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Ball-nose Endmill for Rough to Medium Cutting

MITSUBISHI

Excellent in
rough and semi-
finishing of
medium and

B Mitubishi's unique inserts shape and arrangement.
High rigidity and good cutting performance.

BNew precision M-class inserts.
Precision and low price.

| MIRACLE® coated VPISTF |

Superior welding and oxidation resistance and high
adhesion strength. Used in a variety of workpiece
materials from carbon steels to hardened steels.




Ball-nose Endmill for Rough to Medium Cutting

SRVIZ

BFeatures
Cutting Edge Diameter “C16, 320, 825, 330
Application For roughing and semi-finishing of medium and large molds

High Rigidity

@Large insert thickness
guards against fracture.

@ Thick body core resists
body web fracture.

@ 'Heel cut" achieves high body rigidity and
good chips control, avoiding damage and
welding by chips to the body.

@ "Streamlined pocket" optimizes
a balance of chips flow and
body rigidity.

Highly Heat-resistant Body

@ The body of the SRM2 is made of a special
alloy steel with excellent high-temperature
strength, enhanced by a corrosion-resistant
surface treatment.
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Series Expansion

@In addition to the standard and
long cutting edge types, this
series has been expanded with
a long-neck type which can ma-
chine vertical faces. The series
is now equipped with a coolant
hole as standard, enabling it to
tackle a wider range of die 3
mold cutting applications.

Coolant Hole

Extra Long
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MITSUBISHI

High Precision, Low Resistance

@High rigidity means the body does not deform, even when cutting under large loads.
@Low resistance means high quality finished surfaces.
@The key-type clamp grips the insert securely.

Strong Cutting Edge Type Inserts
The peripheral grinding improves the precision of the insert.

Sharp, Low-resistance Cutting Edge -~
Type Inserts (With Breakers) -

Tolerance close to that of G-class inserts at M-class prices.

B Cutting resistance

<Cutting conditions>
Workpiece 1 JIS SCM440
Cutting speed : 160m/min

SRM30C/E-M (With breaker)

Feed per tooth : 0.25mm/tooth SRG30C/E (Strong cutting edge)
Depth of cut  : 10mm —— Competitor's insert with breaker
Pick feed :2mm

D | | i
v Principle _ |

force

Feed force — -,

Back force l_ S

0 1,000 2,000 3,000 4,000
Cutting resistance (N)

B Radius tolerance and other dimensions when an insert is set in a body

<Radius tolerance>

Dci::rtrtlie'}gr Norr&inal Tolerance R min. R max.
G 7.925 7.975
16 . M 7.910 7.970
G 9.925 9.975
20 i M 9.910 9.970
G 12.425 12.475
25 U9 M 12.410 12.470
G 14.925 14.975
30 e M 14.910 14.970
<Dimensions when an insert is set in a body>
Cutting Dia.| Tolerance| D1 min. D1 max.
16 G 15.800 16.000
M 15.770 15.990
20 G 19.800 20.000
M 19.770 19.990
25 G 24.800 25.000
M 24.770 24.990
. . ) G 29.800 30.000
Cutting Diameter : D+ 30 M 29.770 29.990

*M : Precision M class



Ball-nose Endmill for Rough to Medium Cutting
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2 order ot g % Lg Dimensions (mm) .@ .@ L}T@A{" §§ §% % E:
rder Number | | S| < y.
= o % é R Ipiloel s | s | L - Inner Outer Peripheral | &ner |Peripheral Inner/Outer‘Peripheral
O3 Bl 2| M3 |ep 2 Insert Clamp Screw Wrench
e — o ~| SRG16C | SRGI6E — — -
EESRMNGOSNM o (2|8 [16/20130| 50 25|12/1°30| gRUISS | | SROICE TS25H DTKY08D
o~n| SRG16C | SRG16E _ _ _
@ 2160SAM |®|O 2| 8 |16[20/130 50/ 25|12/1°30"| Shc0 |1 | SAOTOE 1 TS25H DTKY08D
_ o~| SRG20C | SRG20E _ _ _
i 2200SNM | ® | —| 2 |10 |20 25/150 70|35 |14|1°30| SAUA0G \ | SRvaDE | TS32 DTKY08D
s oon| SRG20C | SRG20E _ _ _
2 2200SAM @ |O| 2 [10 |20 25|150| 70|35 |14|1°30| ShUo0G v | SRa0E 4 TS32 DTKY08D
g _ 0| SRG25C | SRG25E _ _ _
E 2250SNM | ® | —| 2 [12.5|25 32| 180| 80|40 |19|1°30'| SR ot v | SHABLE M TS43 @TKY15T
0| SRG25C | SRG25E _ _ _
2250SAM | @ |O| 2 [12.5|25 32| 180| 80|40 |19|1°30| SRU2>C | SRGZE TS43 @TKY15T
_ o~v| SRG30C | SRG30E _ _ _
2300SNM | @ | —| 2 [15 |30 /32/200|100| 50 24|0° 30| SRUo0G 11 | SRS | TS55 @TKY25T
o~v| SRG30C | SRG0E _ _ _
2300SAM @O 2 |15 |30/32/200|100| 50 24|0° 30| SAC0G 11 | SAGSOE o TS55 @TKY25T
SRM2200SNL |®|—|4[10 |20/25/150 70|35 |30|1°30"| SAC20C |, | SRCZ0E | APILIIS> | TS32 | TS25 | DTKY08D| DTKY08D
[0}
S| 2200SAL |@[O| 4|10 |20/25/150 70|35 30|1°30"| SRCA0% ;| SRGZOE | I ATELI1S> | TS32 | TS25 | DTY08D| DTKY08D
z :
§|  2250SNL [@|—|4[12.52532/180| 80|40 |37/1°30/| ShoooC |\ |SRGZE APMTTISS | 1543 525 | @kvisT (@Yo
5 5
S| 2250SAL |®|O|4 [12.5]25(32180) 80|40 |37|1°30| RVE2S \ | SRURE 1 | PR 3 | TS43| TS25 | @TKYIST (@TKY0SF
H 2300SNL |® |~ |4 [15 13032(200/100 50 44|0°30'| gRo0C | | SRGS0E | APMITIOY | 7565 1543 | @TkY2ST |@TKY15F
2300SAL |® O 4 [15 13032(200/100/50 44|0°30°| gRoo0C | | SRGSOE | APMITIOON 7565 | TS43 | @TkY25T |@TKY1SF
= _ — ., _ |SRGI6C | SRGI6E _ _ —
SRM2160SNF |®|—|2|8 |16]16/150 70, — |12 SRG1OC M| SRGIeE TS25H DTKY08D
_ 4o _ |SRG16C | SRG16E _ _ _
©0  2160SAF |®|O|2| 8 |16/16/150 70| — |12 SRG10C W1 | SRGICE TS25H DTKY08D
_ _lyal _ |SrG2oc | SrG20E _ _ _
2 2200SNF [®|—|2[10 |2020|180/100 — |14 SRE20C o | SRG20E 7832 DTKY08D
s _lial _ |srG20c | srG20E _ _ _
Z 2200SAF (@ |O|2[10 |20|20[180/100 — |14 e 7832 DTKY0ED
2 _ _l4al _ |SRG25C | SRG25E _ _ _
> 2250SNF | ® |—| 2 |12.5|25|25/200/120 — |19 RGZ3C 1| SREaSE | TS43 @TKY15T
3 _ 1ol _ |SRG25C | sRG2sE _ _ _
2250SAF |®|O| 2 [12.5/25/25/200/120 — |19 anaac 1 | SRTaSE o TS43 @TKY15T
_ _loal _ |SRG30C | SRG30E _ B _
2300SNF [®|—|2[15 |3032(230/150 — |24 SRES0C o1 | SRG30E TS55 @TKY25T
_loal _ |SrRG30C | SRG30E _ _ _
2300SAF (@ |O|2[15 |3032(230/150 — |24 S R TS55 @TKY25T

@ : Inventory maintained.



MITSUBISHI

é Order Number E % % pmensiens () @ § §> é/%@@
= NEIE X Inner Outer Peripheral | (0" [Periheral| Inner/Outer | Peripheral
R[S § R |D1/Da L1| L2 | L3|ap| B2 o Clamp Scrow r—
&/SRM2200SNLF|@ || 4 [10 |20/20/180[100 — 30| — [SRG20C | SRGZOE |APMIIISS 1537 | TS05 | Drkvosn | @rkvoeD
& 2200sALF|® [0 4|10 |2020/180]100 — |30 — G M | SRGZ0E 1 BAL! 135 | 7532 | TS25 | DTKY0ED | DTKY08D
g 2250SNLF|® | — | 4 [12.5|25 25200/120) — 37| — [gRG23C | SRGZE |APMITI135 | 7543 1525 | @Tkv1sT| @ Tk VoS
2| 2250SALF|®|O| 4 [12.5/25 252001120 — (37| — |3RU2>C | |SREZE IAPMILIISS 11543 | TS25 | @TKYisT| @TKY0SF
3 2300SNLF|® (4 [15 (3032230150 — |44 — |SRGS0C | SRGIOE IAPMIIEON 1565 1543 |@THY2ST| @TKYISF
8| 23008ALF|®|0| 4|15 |30/32230/150] — 44| — e M| SRGS0E 1 [ BoALte0} | TS56 | TS43 | @TKY25T | @TKY16F
%SRMZZOOSNLL ®|—|4[10 |2025/250/120 35 30|1°30| SRO20C | SRGZOE  IAPMILIISS 11532 | TS25 | @Tkv0sD| DTKY0RD
8| 2200sALL|@|O| 4 |10 |20[25/250/120 35 30[1°30’| SRC20C | SRG20E IAPMT11S 1537 | 1525 | MTkvoeD | DTKY0eD
% 2250SNLL| ® | —| 4 [12.5(25/32/300170| 37|37/ 1°30| SRC22C | | SREZSE AP TN135 | 7543 | 7525 | @Tv1sT| @ THYvogF
%i 2250SALL|® O 4 [12.5|25/32(300(170/ 37|37|1°30'| gRU20C | | SRGZSE | APMII135 1543 1505 | @TkY1sT | @TH YOS
g’ 2300SNLL|® [— (4 [15 [3032350100/ 50|44 1°30'| SRuS0C | | SRES0E | IAPMITIEON  rs65 | 1543 | @THY2ST| @TKY1SF
5| 2300SALL|®[O|4[15 |3032/350|100|50 44|1°30'| Shoa0C | | SRGS0E |APMTIEOL | 1555 | T543| @ TKY25T | @TKYISE

S

Coated Dimensions (mm)
§ Shape Order Number g = = Geometry
= ole|2 R L1 L2 S1 | F1t |Re | B3 | B9
S
Strong cutting] SRG16C GEY G (] 8 |16 82 |35 — | — |11 | —
e 20C Gle|e® 10 |19 | 102 46| — | — |10 |18 [ NN [T
£ 0 25C Gle|e 12.5/24 | 128 |55| — | — |10 | 18 ! L
30C Gle|e 15 |28 [153 |7 | — | = |10 |18 |R L >
gggggy;:ﬁing SRG16E G&v» G| |® 8 (135 6.7 [35| — | — | 11
5 20E Gle|e® 10 [155) 85 (46| — | — | 9
S o 25E Gle|e 12.5(205 102 |55 — | — | 9
30E Gle|e® 15 (252122 |7 | — | — | 9
fow resistancel SRM16C-M GE M| | 8 (16 | 82 (35| — | — | 11
5 20C-M M[ |® 10 (19 | 102 |46 | — | — | 10
= @ 25C-M M| |® 12524 | 128 |55 | — | — | 10
30C-M M[ |® 15 (28 | 1563 |7 | — | — |10
fou resistance| SRM16E-M GEP M| | 8 (135 6.7 (35| — | — | 11
5 @ 20E-M M[ |® 10 (155 85 (46| — | — | 9
S ' 25E-M M| |e 1251205/ 10.2 |55 | — | — | 9
30E-M M[ |® 15 |252/122 (7 | — | — | 9
gégggy;gﬂing APMT1135PDER-H2 |M|e® @ — |11 | 635 (35 /1.2/08| —
g 1604PDER-H2 |M|® @ — |16.5| 9.525/4.76( 1.4 | 0.8 | —
;fl,cj Lowresistancel APMT1135PDER-M2 |V|®| ® — |11 635 |35 (1.2/08| — | —
‘E 1604PDER-M2 |[M|® | ® — [16.5/9.525 (4.76/ 1.4 | 08| — | —

(Low-resistance inner or outer inserts are precision M class.)
*Selection guide for peripheral cutting edges : The first recommendation is the super sharp M breaker (APMT....PDERM2).
For cutting when cutting edge strength is particularly essential, use the H breaker (APMT....PDER-H2).




Ball-nose Endmill for Rough to Medium Cutting

| . : . | Tool Overhang

| 1 | Recommended cutting conditions on this literature are chosen based on deflection, vibration
/ | 1 and machined surface when using a BT50 arbor under the below conditions-"a," a length
e e o from a gage line to the arbor end face and "b," a neck length (a tool overhang from the arbor).
i ©
| Cutting Diameter : D1 Type a b c
1 Standard type 50 155
i © 16 Long neck type 70 175
| Extra long neck type — —
| Standard type 70 175
i o 20 Long neck type 100 205
a, Extra long neck type 105 150 255
Standard type 80 185
o 25 Long neck type 120 225
' Extra long neck type 200 305
D1 Standard type 100 205
30 Long neck type 150 255
Extra long neck type 250 355

Recommended Depth of Cut for Long Cutting Edge Type

The maximum cutting edge length of the long cutting edge type with a peripheral
insert is 1.4-1.5D1. The peripheral insert is fit on the body to mainly remove un-
machined portions of the upper machined surface. Recommended depth of cut:

Maximum cutting !
edge length

(Long cutting edge type) Maximum ap is 0.5D1 or below.
B Grooving
Q
el
o]
=
: B\ ¢
£ t N: Revolution (min-1)
o F: Table Feed (mm/min)
) Cutting Speed 216 220 225 230
Workpiece Hardness (it Grade Type N F o N F o N F ap N F ap
- S Standard type| 3183 | 764 8 |2546 | 611 | 10 |[2037| 489 [12.5 | 1698 | 407 | 15
Carbon Steel 180—280HB (120—=200) | (with Breaker) Long neck type| 3183 | 764 4 2546 | 611 5 [2037| 489 | 6 1698 | 407 7.5
Alloy Steel Extralong neck type| — = — | 2546 | 611 3 | 2037 | 489 | 4 1698 | 407 3
( JIS S45C ) . VETE Standard type| 2785 | 668 8 2228 | 535 | 10 1783 | 428 |12.5 | 1485 | 357 | 15
JIS SCM400 280—350HB (120—160) | (with Breaker) Long neck type| 2785 | 668 4 2228 | 535 5 1783 | 428 | 6 1485 | 357 7.5
Extralong neck type| — = — | 2228 | 535 3 | 1783 | 428 | 4 1485 | 357 8
Standard type| 2387 | 573 6 |1910 | 458 | 10 [1528 | 367 [12.5 | 1273 | 306 | 15
Prehardened Steel 120 VP15TF
(IS NAK5) 35—45HRC (100=160) | (with Breaker) Long neck type| 2387 | 573 4 1910 | 458 5, 1528 | 367 | 6 1273 | 306 7.5
Extralong neck type| — = — |1910 | 458 3 | 1528 | 367 | 4 1273 | 306 8
Alloy Tool Steel 0 VEioTE Standard type| 2785 | 557 6 2228 | 535 8 1783 | 535 |10 1485 | 594 | 12
(JIS SKD, JIS SKT) < 350HB (120—160) | (with Breaker) Long neck type| 2785 | 557 4 2228 | 535 3 1783 | 535 | 5 1485 | 594 4.5
’ Extralong neck type] — = — | 2228 | 535 2 | 1783 | 535 | 2.5 | 1485 | 594 1.5
Stainless Steel - R Standard type| 3979 | 796 4 13183 | 764 5 | 2546 | 764 | 6 2122 | 849 7.5
(IS SUS420.2) <9270HB (100=250) | with Breaker) Long neck type| 3979 | 796 3 3183 | 764 3 2546 | 611 4 2122 | 637 4.5
Extralong neck type| — = — [3183 | 509 2 | 2546 | 509 | 1.5 | 2122 | 509 1.5
Standard type| 3979 |1592 8 3183 | 1273 | 10 2546 | 1019 | 125 | 2122 | 849 | 15
Grey Cast Iron 200 VP15TF
(IS FC250) < 350MPa (150—300) | (with Breaker) Long neck type| 3979 |1592 4 3183 | 1273 5 2546 1019 | 7.5 | 2122 | 849 4.5
Extralong neck type|] — = — |3183 | 1273 3 | 2546|1019 | 4 2122 | 849 3
Ductile Cast Iron 180 VRISTE Standard type| 3581 1432 8 2865 | 1146 | 10 2292 | 917 |12.5 | 1910 | 764 | 15
(IS FCD450) <500MPa (150—240) | (with Breaker) Long neck type| 3581 |1432 4 2865 | 1146 5 2292 | 917 | 7.5 | 1910 | 764 4.5
Extralong neck type] — - — | 2865 | 1146 3 [2292| 917 | 4 1910 | 764 1.5
Ductile Cast Iron 160 VRIoTE Standard type| 3183 [1273 8 2546 | 1019 | 10 2037 | 815 |12.5 | 1698 | 679 | 15
(1S FCD700) <800MPa (150-250) | (with Breaker) Long neck type| 3183 1273 4 | 2546 | 1019 5 |2037| 815 | 7.5 | 1698 | 679 4.5
Extralong neck type] — — — | 2546 | 1019 3 [2037| 815 | 4 1698 | 679 1.5
Heat Treated Steel 7 VP15TF Standard type| 1989 | 398 6 1591 | 318 6 [1273| 255 | 6 1061 | 212 7.5
45—50HRC - Strong Cutting| Long neck type| 1989 | 398 3 |1591 | 318 4 |[1273| 255 | 4 1061 | 212 8
(JIS SKD61) (60=120) [~ Eqge Type
9¢ VP | Extralong neck type| — — | — |1591| 318| 2 [1273| 255 | 2.5 |1061 | 212 | 15
Heat Treated Steel & VP15TF Standard type| 1194 | 239 6 955 | 191 6 764 | 153 | 6 637 | 127 7.5
50—60HRC - Strong Cutting| Long neck type| 1194 | 239 3 955 | 191 4 764 | 153 | 4 637 | 127 8
(JIS SKD11) (40=100) 1™ Eqge Type
9¢ TP | Extralong neck type|  — — | — | 955] 191 | 2 | 764| 153 | 2.5 | 637 | 127 | 15
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B Shoulder Milling (Cutting Depth : Small)

Cutting Mode

ap

ae

N: Revolution (min-1)
F: Table Feed (mm/min)

Workpiece Hardness CuttingS_peed Grade Type 216 220 925 230
(m/min) N | F |ap|lae| N | F |ap|ae| N | F |ap|ae|[ N | F |ap| ae
00| VPt |Stendard type[3878[T662 4 | 6 [3183[1273] 5 | 8 [2546[1273] 6 [10 [2122]1273] 75 [10
Carbon Steel  {1g0-280HB ~ : Long neck type|3979/1592| 4 | 4 |3183|1273| 5 | 6 |2546[1273| 6 | 7.5|2122[1273| 7.5 | 7.5

Alloy Steel (160—250) | (with Breaker)

oy Stee Extralongnecktype]l — | — | — | — |3183] 955| 5 4 25461019 6 | 5 [2122] 637| 75| 3
JIS S45C 60| vp1are [Standard type[STE3| 55| 4 | 6 [2546] 764 5 | & 2037] 815 6 |10 |1698] 849 75|10
a5 sCM400] |280-35018 1080 | P Bk |Lona neck type 3183 764| 4 | 4 [2546| 611 5 | 6 [2037| 61| 6 | 75[1698| 08| 7.5 | 75
Exralongneckye| — | — | — | — [2546] 509 5 | 4 |2087] 489] 6 | 5 |1698| 407| 7.5 3
Standard type|3183| 955 4 | 6 |2546] 764] 5 | 8 |2037] 815 6 |10 [1698] 849] 7.5 [10
T e mincsny [ 3=45RC | (150 %%00) | it reaken |Lona neck type] 3183 764| 4 | 4 [2546| 611| 5 | 6 [2037| 611 6 | 75]1698| 67| 7.5 | 75
Extra long neck type| — — | — | — |2546] 509| 5 4 12037 489| 6 5 |1698| 509| 75| 3
Standard type|3183[1273| 4 | 6 |2546] 764] 5 | 6 |2037 815 6 |10 [1698] 849] 7.5 [10
ek S ey | <398 | (120200 i rosten|Lona neck iype[ 3183 955] 4 | 4 [2546 | 611[ 5 | 4 [2087] 61| 6 | 7.5[1698| 509 7.5 | 75
’ Extralongnecktype] — | — | — | — |2546| 509| 5 2 12037 489| 6 | 2.5[1698] 407 75| 15
, Standard type|3979] 796 4 | 8 |3183] 764] 5 | 8 |2546] 764 6 |10 [2122] 849] 7.5 [10
Satmory | <2108 | 107 %%s0) | with raser |Lona neck type 39701 796| 4 | 6 [3183| 64| 5 | 4 [2546] 611 6 | 75|2122] 848 75 | 75
Exralongnecktye| — | — | — | — [3183] 637 5 | 2 [2546] 509] 6 | 5 |2122| 424 75| 15
Standard type|3979(1989| 4 | 8 |3183]1910] 5 | 10 |2546]1528 6 |10 [2122]1485] 7.5 [ 10
s o | <30wPa | 156300 | i Broaten)|Long neck ype| 3875 1989 | 4 | 6 |[s18a[1to| 5 | s [2546[1528| 6 |10 _|2122]1485| 7.5 | 6
Exralongneckye| — | — | — | — [3183(1502] 5 | 6 |2546]1273] 6 | 7.5|2122[1061] 7.5 | 3
) Standard type|3979(1989] 4 | 8 [3183]1910] 5 | 10 |2546[1528] 6 |10 [2122]1273] 7.5 |10
D ooy | <500Pa | 158950 | it dreake)|Lona neck ype[ 3979 888 | 4 | 6 [s18a[1810| 5 | & |25ds[1528| 6 |10 [2122[1273[ 75 | 6
Extra long neck type| — - | — | — |3183]1592| 5 6 |2546|1273| 6 7.5]2122|1061| 75 | 3
: Standard type|3581(1790| 4 | 8 |2865/1719] 5 | 10 |22921375| 6 |10 [1910[1146] 7.5 [10
DS ooy | <800MPa | 150950 | i Bramr|Lona neck type[ 3581 [1780] 4 | 6 [2865]1719] 5 | & [2292[1375| 6 |10 [1sto[1146| 75| 6
Extralongnecktype] — | — | — | — |2865/1432| 5 6 12292|1146] 6 | 7.5[1910] 955/ 75 | 3
VP15TF |Standard type|1989] 308| 4 | 4 |1591] 318] 5 | 5 [1273] 255] 6 | 7.5|1061] 212 7.5 3
He‘z‘jg?g’;)tee' 45-50HRC (601_0?20) Strong Cutting[Long neck type| 1989| 398] 4 | 2 [1591] 318] 5 | 3 [1273] 255| 6 | 4 [1061] 212 75 | 15
Edge Type [Extalongecktype| — | — | — | — |1591] 318] 5 | 2 [1273] 204 6 | 15[1061] 170] 7.5 | 1
VP15TF |Standard type|1104] 239] 4 | 4 | 955 191] 5 | 5 | 764] 153] 6 | 7.5] 637] 127] 7.5 | 3
He?jg"sa&es’ﬂs)tee' 50-60HRC | (495 gpy [Strong Cuting[Long neck type] 1194| 230] 4 | 2 | o55[ 191] 5 | 3 | 764 153] 6 | 4 | 63| 127 75| 15
Edge Type |Extralongnecktype]l — | — | — [ — | 955/ 191] 5 2 | 764] 122] 6 | 15| 637] 102] 75 | 1

B Shoulder Milling (Cutting Depth : Large)

Cutting Mode

>

ap

ae

N: Revolution (min-)
F: Table Feed (mm/min)

*Machining Stainless Steels

When up-cut milling stainless steels at large depth of
cut, or ap, a machined surface is liable to burrs and
welding due to chip jamming. For stainless steels,
perform down-cut milling.

f Cutting Speed 216 220 225 230
Workpiece Hard ! Grad T
& araness - (mymin) rade e N | F |ap/ae|[ N | F |ap|lae|[ N | F |ap|ae|[ N | F |ap]| ae
200 | vprorr |Slandar bype[3970 1502 8 | 4 [3183[1273] 10 | 4 [25401273 125] 5 [2122]1273] 15 | 45
Carbon Steel 118028018 (165 ~7s0) | wih Breaker) |Long neck type[ 3979|1194 & | 3 [3183] 55| 10 | 3 [2546]1019]125| 4 [2122] 849] 15 | 3
Alloy Steel Extralongnecktype] — | — [ — | — |3183] 955| 10 | 2 |2546| 764|125| 25[2122| 849| 15 | 1.5
JIS S45C 60| vp1are |Standard type[3T83] 955] 8 | 4 |a546] 764] 10 | 4 [2037] 15[ 125] 5 |i6o8| 849] 15 | 45
315 SCM400) | 260-35088| 50 001 | o Long neck type[ 3183 764| 8 | 3 [2546] 611] 10 | 3 [2087] 611]125| 4 [1698] 509] 15 | 3
(120—200) | (with Breaker)

Extalongnecktpe| — | — | — | — |2546| 611] 10 | 2 [2037 489]125| 2.5[1698| 407| 15 | 15
Standard type|3163] 955| 8 | 4 [2546] 764] 10 | 4 |2037] 815]125] 5 [1698] 849] 15 | 45
T e reasgy [ 3=45RC | 15000y | it arker)|Lona neck type 31831 764 8 | 3 2546 61| 10 | 3 |2037] 61| 125] 4 |1698] 08| 15 | 3
Extalongnecktye| — | — | — | — [2546] 611] 10 | 2 |2037] 489|12.5] 25[1698] 407 15 | 15
Standard type|3183] 955| 8 | 4 [2546] 508| 10 | 3 |2037] 815]125] 5 [1698] 849] 15 | 45
U e oy | <308 [ 10200y | it araakr)[Lona neck type 3183 764 8 | 3 [2546 | 509] 10 | 2 |2037] 611|125 25 |1698] 08| 15 | 3
: Extalongnecktpe] — | — | — | — |2546| 407) 10 | 1 |2037 489]125| 15[1698] 407| 15 | 15
: Standard type[3978] 796] 8 | 8 [3183] 764] 10 | 8 [2546] 764|125 |10 [2122] 849] 15 [10
S o) | <2108 | 10050 it reaker) | Lona neck type] 3978 | 796] 8 | 3 [3183| 7e4| 10 | 3 2546 bit[125] 4 [2122] 509[ 15 | 45
Extralong neck type] — — | — | — |3183] 637 10 2 |2546| 489|125 1.5(2122| 340| 15 | 1.5
Standard type[3979| 1983| 8 | 8 [3183]1592] 10 | 8 [2546[1273] 12510 |2122]1485] 15 |10
s Cosa | <30Pa | 15630 | with roaker | Lona neck type| 3978 169218 | 5 [3183[1502| 10 | 6 [2546]1273[ 25| 752122 1061] 15 | 45
Extralongnecktye| — | — | — | — [3183(1273] 10 | 4 |25461019]12.5] 1.5(2122] 84| 15 | 3
: Standard type|3978| 1968| 8 | 8 [3183]1592] 10 | & [2546[1273]1255 |10 [2122]1273] 15 [10
D sy | <500MPa | 154 960 | it roaten |Lona neck type[ 3878 592| & | 5 [stes]1502] 10 | 4 |254[1273[125 | 75[2122[ 849 15 | 45
Extalngnecktpe] — | — | — | — [3183(1273] 10 | 2 |2546[1019]125| 5 [2122] 849] 15 | 15
: Standard type|3561| 1780 8 | 8 [2865(1432] 10 | 8 [2202[1146]125 |10 [1910]1146] 15 [10
Doy | <800Pa | 150950 | i roaten |Lona neck type[ 3581 [ 1432] 8 | 5 |2865] 1432 10 | 4 [2292[1146[125| 75[1810] 764| 15 | 45
Extralong neck type] — — | — | — |2865[1146] 10 2 |2292] 917|125 5 [1910] 764| 15 | 1.5
VP15TF |Standard type[1989] 398] 8 | 2 [1591] 318] 10 | 8 [1273| 255(12.5] 4 [1061] 212 15 | 3
He?jg‘asaé%d(j)tee' 45=50HRC | (g9 150 [Srong Cuting[Long neck type 1988 | 308] 8 | 1 [1591| 18| 10 | 2 |1273| 204[ 125 1.5|1061] 106] 15 | 15
Edge Type |Exiralong neck type| — -|l-l-1-1-1-1-|-1-1- -l -1 -1-1-
VP15TF |Standard type| 1164 239] & | 2 | 955] 197] 10 | 3 | 764| 163|125 4 | 637 127] 15 | 3
o S [ 50-80mRC | (4% gp) [Stona Cuting|Long neck typel 1164 239] 8 | 1 | 055| 11| 10 | 2 | 7e4| 122 125] 15| 637 4| 15 | 15
EdgeType [Exvalongnecktyoel — | — [ = [ = [ - - T - T - =T -[=[T-1T-T-T-T-




Ball-nose Endmill for Rough to Medium Cutting

MITSUBISHI

SRVIZ

Application Examples

Tool SRM2300SAL SRM2250SNF
Insert SRM30C-M, SRM30E-M SRG25C, SRG25E
Grade VP15TF VP15TF
Machine Horizontal machining center Vertical machining center
JIS FC250 JIS S55C(230HB)
Workpiece —
~_ //
Component Press mold Plastic mold
2 | Cutting Speed (m/min) 141 200
5 | Table Feed  (mm/min) 700 600
8 | Feed per Tooth (mm/tooth) 0.23 0.118
2| Depth of Cut  (mm) 5—8 1.0-2.5
3 | Width of Cut  (mm) 5 3
Coolant Air blow Air blow
Compared to a competitor's ball nose end mill, the [ Compared to a competitor's ball nose end mill, the
Results SRM2 has offered better cutting performance, made | SRM2 has achieved better surface finish and about 2
smaller cutting noise and lengthen tool life 1.5 fold. times longer tool life.
Tool SRM2300SNM SRM2300SNL
Insert SRM30C-M, SRM30E-M SRM30C-M, SRM30E-M
Grade VP15TF VP15TF
Machine Double housing planing machining center Double housing planing machining center
JIS SKT4(380HB) Die steel(350HB)
Workpiece
Component Forging mold Plastic mold
£ | Cutting Speed (m/min) 113 100
% Table Feed  (mm/min) 300 255
8 | Feed per Tooth (mm/tooth) 0.125 0.12
.g Depth of Cut  (mm) 5.0 2.2
3 | Width of Cut  (mm) 15.0 2.0
Coolant Air blow Air blow
Compared to a competitor's ball nose end mill, the |Aprecision M-class insert has been sharper and made smaller cutting noise
Results SRM has offered better cutting performance, made | 768 UEStUEE E00ms Boat e o ool o Th v s o
smaller cutting noise and lengthen tool life 1.3 fold. the precision M-class insert has made it possible to reduce machining costs.
Avoiding screws/bolts seizing
@In order to avoid screws/bolts seizing, the application of a special lubricant MK1K (separately sold) is recommended when setting inserts on end mills.
For Your Safety
@Don't touch breakers and chips without gloves. @Please machine within recommended application range, and exchange expired tools with new parts in advance. @Please use safety cover and wear safety
glasses. @When using compounded cutting oils, please take fire prevention. @When attaching inserts or spare parts, please use the attached wrench or spanner. @When using tools in revolution machining,
please make a trial run to check run-out, vibration, abnormal sounds etc.
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