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2 Flute MSTAR End Mill (L)

2 flute square long cut length 
type is now available! 

End mill, Long cut length, 2 flute

2 flute end mill for general use.

: Inventory maintained.a

Type2

Type1

3<D1D1<3D1<3

Unit : mm
S

to
c

k

Type

Dia.
Order Number

Length of Cut Overall Length Shank Dia. No. of
Flutes

Sharp corner
edge
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MS2LS

D

MSTAR END MILLS

Slotting

1) Please use VC-LD for workpiece of 45HRC.

2) Vibration is liable to occur in the initial stages 

of machining, but after machining 1─2m the 

machining becomes stable and vibration 

could disappear.

3) Side milling with large depth of cuts with end 

mills less than &3 is not recommended. 

When side milling, divide the cutting depth 

into several times paths.

4) If chattering occurs, reduce the revolution 

and the feed rate proportionately and also 

reduce the depth of cut.

5) When drilling, please set the feed rate at 

1/3 or below the values above.

Side milling

Revolution

(min-1)

Feed rate

(mm/min)

Depth of cut

(mm)

Revolution

(min-1)

Feed rate

(mm/min)

Depth of cut

(mm)

Dia.

(mm)

Carbon steel

(─30HRC)

AISI 1049, SCM

Cast iron AISI 35

Alloy steel, Tool steel

Pre-hardened steel

(30─45HRC)

AISI H13, NAK, HPM

Work

material

D:Dia.

Depth of

cut
<Please refer to the list above 

   for depth of cut.

Revolution

(min-1)

Feed rate

(mm/min)

Depth of cut

(mm)

Revolution

(min-1)

Feed rate

(mm/min)

Depth of cut

(mm)

Dia.

(mm)

Carbon steel

(─30HRC)

AISI 1049, SCM

Cast iron AISI 35

Alloy steel, Tool steel

Pre-hardened steel

(30─45HRC)

AISI H13, NAK, HPM

Work

material

D:Dia.

Depth of

cut

<Please refer to the list above for depth of cut.

<3D

End mill, Long cut length, 2 flute


