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MITSUBISHI Ball Nose End Mill for Metal Mold Roughing
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Ball Nose End Mill for Metal Mold Roughing
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RECOMMENDED CUTTING CONDITIONS
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APPLICATION EXAMPLES

Tool SRM2500WNLS SRM2500WNLS
Grade VP15TF VP20RT
JIS FCD500 (Zigzag machining) JIS SKD11 (Zigzag machining)
< > i —
Workpiece I
\
Component Press Mold Press Mold
g Revolution (min-1) 1200 1200
2 | Table Feed (mm/min) 600 - 650 600
> | Axial Depth of Cut (mm) 5-20 5-20
£
3 | Pick Feed (mm) 10 10
Coolant Dry Cutting Dry Cutting
e®Compared to a competitor's conventional product, e®Compared to a competitor's conventional product,
tool life has become about 1.5 times longer. tool life has become about 2 times longer.
Result eSmall cutting noise and stable cutting performance. eUnmanned machining has been achieved without
®Body friction and chip welding was significantly reduced unexpected insert fracture.
due to the excellent chip disposal. eSmall cutting noise and stable cutting performance
Tool SRM2500WNLM SRM2500WNLM
Grade VP15TF VP15TF
JIS FCD540 JIS FCD400 (Zigzag machining)
(2 way machining)
Workpiece
Component Press Mold Press Mold
2 | Revolution (min-1) 1200 1200
‘g Table Feed (mm/min) 600 - 1200 600 - 1300
2 | Axial Depth of Cut (mm) 10-15 5-20
3 | Pick Feed (mm) 7 8
Coolant Dry Cutting Dry Cutting
e®Compared to a competitor’'s conventional product,tool life e®Compared to a competitor's conventional
has become about 1.3 - 2 times longer . product,tool life has become about 1.5 times longer.
eSmall cutting noise and excellent chip disposal enabled eSmall cutting noise and excellent surface finish due
Result unmanned machining at night. to the low cutting resistance.
®|n addition to zigzag machining, SRM2-@50
displayed stable cutting performance in various
cutting modes including heeling down.
Preventing screws/bolts seizing
@The application of a special lubricant MK1K (separately sold) is recommended to prevent screws/bolts seizing.
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 chips 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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Overseas Operations Center : MITSUBISHI MATERIALS U.S.A. CORPORATION

Cutting Tools Headquarters

KFC bldg., 7F, 1-6-1, Yokoami, Sumida-ku, Tokyo 130-0015, Japan 17401, Eastman Street, Irvine, California, 92614, USA

TEL 81-3-5819-8771 FAX 81-3-5819-8774 TEL 1-949-862-5100 FAX 1-949-862-5180

MMC HARTMETALL GmbH MMC METAL SINGAPORE PTE LTD.

Comeniusstr.2, 40670, Meerbusch GERMANY 10, Arumugam Road, #04-00 Lion Industrial Bldg.,409957, SINGAPORE
TEL 49-2159-9189-0 FAX 49-2159-50462 TEL 65-6743-9370 FAX 65-6749-1469

Mitsubishi Carbides Home page : http://www.mitsubishicarbide.com
(Tools specifications subject to change without notice.)
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