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4 Flutes Various Symmetry Corner R End Mills for Steels, Cast Irons & Stainless Steels
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Coating 0. 005 0. 0 1 0.0 1 5 Helix Angle Helix Angle

4VSC 010001 S06
4VSC 010002 S06
4VSC 012001 S06
4VSC 012002 S06
4VSC 015001 S06
4VSC 015 002 S06
4VSC 020001 S06
4VSC 020 002 S06
4VSC 025001 S06
4VSC 025 002 S06
4VSC 030 002 S06
4VSC 030 003 S06
4VSC 030 005 S06
4VSC 040 002 S06
4VSC 040 003 S06
4VSC 040 005 S06
New 4VSC 040 010 S06
4VSC 050 002 S06
4VSC 050 003 S06
4VSC 050 005 S06
New 4VSC 050 010 S06
4VSC 060 002 S06
4VSC 060 003 S06
4VSC 060 005 S06
4VSC 060 010 S06
New 4VSC 060 015 S06
4VSC 080 003 S08
4VSC 080 005 S08
4VSC 080010 S08
New 4VSC 080 020 S08
4VSC 100003 S10
4VSC 100005 S10
4VSC100010S10
4VSC100015S10
4VSC 100 020S10
New 4VSC 100 030 S10
4VSC120005S12
4VSC 120010512
4VSC 120020512
New 4VSC 120 030 S12
New 4VSC 140 005 S14
New 4VSC 140010 S14
New 4VSC 140 020 S14
New 4VSC 140 030 S14
New 4VSC 140 040 S14
4VSC 160 005 S16
4VSC 160010516
4VSC 160020 S16
4VSC 160 030S16
New 4VSC 160 040 S16
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6 New 4VSC 160 050 S16

1 X RO 2 2. 6 4VSC 200 005 S20 20 X RO 5 100

1.2XR0.1 3 50 6 4VSC200010S20 20XR1 45 100 20

1.2XR0.2 3 50 6 4VSC 200 020 S20 20X R2 45 100 = 20

1.5XR0.1 4 50 6 4VSC 200030 S20 20XR3 45 100 20

1.5XR0.2 4 50 6 New 4VSC 200 040 S20 20X R4 45 100 = 20

2 XR0.1 6 50 6 New 4VSC 200 050 S20 20 XR5 45 100 | 20

2XR0.2 6 50 6

2.5XR0.1 7 50 6

2.5XR0.2 7 50 6

3XR0.2 8 50 6

3XR0.3 8 50 6

3XR0.5 8 50 6

4 XR0.2 10 50 6

4 XR0.3 10 50 6

4 XR0.5 10 50 6

4 XR1 10 50 6

5XR0.2 15 60 6

5XR0.3 15 60 6

5XR0.5 15 60 6

5XR1 15 60 6

6 X R0.2 15 60 6

6 XR0.3 15 60 6

6 XR0.5 15 60 6

6 XR1 15 60 6

6 XR1.5 15 60 6

8XR0.3 20 70 8

8 XR0.5 20 70 8

8 XR1 20 70 8

8XR2 20 70 8

10X R0.3 25 75 10

10X R0O.5 25 75 10

10XR1 25 75 10

10XR1.5 25 75 10

10X R2 25 75 10

10XR3 25 75 10

12 XR0.5 30 80 12

12XR1 30 80 12

12XR2 30 80 12

12XR3 30 80 12

14 XR0O.5 36 90 14

14 XR1 36 90 14

14 XR2 36 90 14

14 XR3 36 90 14

14 XR4 36 90 14

16 XR0O.5 40 100 16

16 XR1 40 100 16

16 XR2 40 100 16

16 XR3 40 100 16

16 XR4 40 100 16
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Mid-low hardened steels(~HRc42), Mild steels, Cast irons, SUS

+ HR coating reduces stress of flute and enhances wear resistance.
+ Unequal pitch design and helix enable decrease of chattering.
+ 4flutes and deep pocket enable chip evacuation and increase surface

roughness.
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| 4VSE/4VCC/4VSC Cutting Condition

« RPM : rev./min « Feed : mm/min

282 /84 /35 372/382 EEts8E2 L EREH Aol AZ
m 4’1" Structural steels / Carbon Steels /Gray cast irons Tool steels / Mold steels Titanium alloy steels Heat Resistance Alloys Stainless Steels
h SS/SC/FC SCM/HPM Ti6A SUS304/SUS316
Material
~30HRc 30 ~ 40HRc - - -
23 mm Ap  Ae Ap  Ae Ap  Ae Ap  Ae Ap  Ae
Ouside  RPM - FEED mbl e PMFEED R oG R reED (B S R D (R o PMOFEED R
a1 41,400 800 | 1.50 0.50 |38000 690 | 1.50 0.50 |22,920 150 | 1.00 030 | 10,800 100 | 1.00 020 31,900 38 | 1.50 0.35
21.2 34,500 700 3.00 0.60 |32,000 600 1.80 0.60 | 19,104 120 1.20 0.36 | 8,951 80 1.20 0.24 |26,500 300 1.80 0.42
@1.5 27,600 550 | 225 075 |25600 450 | 225 075 |15360 100 | 1.50 045 | 7,55 65 | 1.50 030 |21,200 250 | 2.25 0.53
@2 20,700 400 | 3.00 1.00 |1900 330 | 300 1.00 |11,460 80 | 2.00 060 | 5400 65 | 2.00 040 |15600 200 | 3.00 0.70
@2.5 16500 330 | 375 1.25 [15300 270 | 375 125 [9120 70 | 250 075 | 4293 50 | 250 050 12800 150 | 3.75 0.88
@3 13,800 330 | 450 1.50 [12,740 240 | 450 1.50 | 7,644 100 | 3.00 090 3578 50 | 3.00 060 10,600 210 | 4.50 1.05
a4 10,350 410 | 600 200 | 9560 405 | 6.00 200 |573 160 | 400 120 | 2700 40 | 400 080 | 8000 150 | 6.00 1.40
@5 8280 430 | 7.50 250 | 7,600 450 | 7.50 250 | 4584 230 | 500 150 | 2160 60 | 5.00 1.00 | 638 250 | 7.50 1.75
a6 6,900 550 | 9.00 3.00 | 6400 450 | 9.00 3.00 | 3840 250 | 6.00 1.8 | 1,782 116 | 6.00  1.20 | 5300 420 | 9.00 2.10
28 5180 600 | 1200 4.00 | 4780 420 | 12.00 4.00 | 2,868 320 | 800 240 | 1,350 116 | 8.00  1.60 | 4,000 180 | 12.00 2.80
@10 4140 780 | 1500 5.00 | 4,140 600 | 1500 500 | 2,400 380 | 10.00 3.00 | 1,080 131 | 10.00 2.00 | 3,180 510 | 15.00 3.50
@12 3450 800 | 18.00 600 | 3,440 600 | 18.00 6.00 | 1,920 400 | 12.00 3.60 | 891 145 | 1200 240 | 2650 530 | 18.00 4.20
216 2,600 700 | 24.00 800 | 2,600 600 | 2400 800 | 1,440 350 | 16.00 4.8 | 675 131 | 1600  3.20 | 2,000 400 | 24.00 5.60
320 2,000 700 | 30.00 10.00 | 2,000 540 | 30.00 10.00 | 1,200 320 | 20.00 6.00 | 540 116 | 20.00 4.00 | 1,600 320 30.00 7.00
N 1.0D . 0.5D 1.0D
Aol 7|_:-'_g_ Sld? Ml!llng = [ Sld-e Ml!llng = [ [
Depth of Cut « Ap : Axm! Depth < 1.0D «Ap : A><|a! Depth < 1.0D 1.0D
+ Ae : Radial Depth Ae . + Ae : Radial Depth Ae 0 0
+ 712 AYAI 7H5 B T $101A 21 BHIAIR.,
+ A 220] G A Y REFS B3 1 U QEY0| 501 UP&DOWN 510 4% AR
o & 20| FUSHA HAE|] QUASLICE TES |5t | ol 7H5oHH HIHE YAl 2 2HFHIAIR.
o 7| BMZA2 A £2)0|12% M IHSA| V1S B, 7HS 24, AE T|A o 2t 24 HE QY SiLCt
o ZUBILI|AQ 2 ATS SEE 2SI H 3 2B HH0| LM I ATIS £59H 0|5 25 H25I0] 2YHHAIL.
« 2US0| A1 20| 22 A7 A8 LUBILICt (@1 0[5t ALZA| A& 518 22| SymO|LHEA)
« OlojER, HAR, QUD|AE FHUES FHTIH, 25 E HASILL 7ISA| LSt L0 FOIHAAL.
+ When entering the tool to the workpiece, enter the tool from outside to the workpiece.
+ If the diameter or effective length of your tool are not on the table, adjust it compared similarity value on the table.
+ The edge the flute precisely grinded. If you want to measure the tool, and to avoid damaging on the flutes, use non-contact measuring method.
+ Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.
¢ If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.
+ Use a machine with low vibration and good rigidity (1 or less, the vibration tolerance management should be within 5um)
+ Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.
I EVSE/GVSC CUttIng Condltlon + RPM : rev./min « Feed : mm/min
7282 /HAZ /57 372/382 EEtE8E2 L ERE Aol AZ
m ’-‘!'ZH Structural steels / Carbon Steels /Gray cast irons Tool steels / Mold steels Titanium alloy steels Heat Resistance Alloys Stainless Steels
; SS/SC/FC SCM/HPM Ti6A SUS304/SUS316
Material
~30HRc 30 ~ 40HRc - - -
9lF mm Ap AE Ap AE Ap AE p AE Ap AE
Outside RPM  FEED  Axial Radial RPM  FEED  Axial Radial RPM  FEED  Axial Radial RPM  FEED  Axial Radial RPM  FEED  Axial  Radial
Diameter Depth  Depth Depth  Depth Depth  Depth Depth  Depth Depth  Depth
@3 21,000 5200 | 6.0 020 | 18500 2000 | 60 020 | 7400 900 | 45 02 |280 280 | 45 02 |5600 135 | 60 020
a4 18000 5750 | 80 020 |16000 2410| 80 020 | 6850 930 | 60 02 |2100 300 | 60 02 |590 1,650 | 80 0.20
@5 15200 6,00 | 10.0 030 |13500 2,850 | 10.0 030 | 6100 1,050 | 75 03 | 1,80 360 | 75 03 | 6300 1,800 | 100 0.30
26 14,500 6300 | 120 030 |12000 3,100 | 120 030 | 5800 1,050 | 90 03 | 1,700 38 | 90 03 | 6800 2000 | 120 0.30
a8 12,000 8,150 | 14.0 040 | 8500 3,900 | 14.0 040 | 4350 1,350 | 10.5 04 | 1450 420 | 105 0.4 | 5400 2300 | 140 040
210 9,500 7,950 | 20.0 050 | 7,250 4,100 | 20.0 050 | 3,400 1,500 | 150 0.5 | 1,000 460 | 150 05 | 4850 2400 | 200  0.50
@12 8200 7,800 | 240 060 | 5900 4,250 | 240 0.60 | 2850 1,650 | 180 06 900 490 | 180 0.6 | 3,900 2,600 | 240  0.60
@16 6,200 6,800 | 320 0.80 | 4250 3950 | 320 080 | 2450 1,350 | 240 0.8 750 400 | 240 0.8 | 2800 2000 | 320 0.80
220 4850 6650 | 400 1.00 | 3,650 3,650 | 40.0 1.00 | 1,950 1,200 | 300 1.0 580 360 | 300 1.0 | 2650 1,700 | 40.0  1.00
;.‘-_‘-%l 7|_:.':_ Side Mi!ling = r'ﬂ‘i Side Mi!ling = r'ﬂ‘i !‘ﬂ‘i
+Ap: Axial Depth < 1.0D « Ap: Axial Depth < 1.0D 1.0D
Depthof Cut | . e : Radial Depth = % - Ae : Radial Depth = % .
o 7+S LAl 7ks S DAY HHojlAf 21E SHUAl2.
o HA 20| gl= 2F Y REF2 HIXE 21Y 2 K50 U5t UPADOWN 5t0] 43 SHYAIR
o & 20| FUSHA HAE|] QUELICE T2 |5t | ol 7H5oHH HIHE WAl 2 ZAEHIAIR.
¢« 7| BAZA2 AU 220|122 HIHSA THS B, 7HS 24, A T|A o [t 24 HE QY SLICH
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2US0| A1 20| 22 SA7|H AL QUSILICH (@ 1 0[5F ALBA| 215 518 22| SymO|LHLZ)

OOfE2, BAIR, QUDAE FAUES 23510, U 2 H7HoiD 71BAl L} wajol FolsHAIL.

When entering the tool to the workpiece, enter the tool from outside to the workpiece.

If the diameter or effective length of your tool are not on the table, adjust it compared similarity value on the table.

EE NN

The edge the flute precisely grinded. If you want to measure the tool, and to avoid damaging on the flutes, use non-contact measuring method.

Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.

Use a machine with low vibration and good rigidity (1 or less, the vibration tolerance management should be within 5m)
Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.
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