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H

I008 
I008 
I010 
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I011 
I011

 
I012 
I013

I014 
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I014

 

P

MSSHV-E MS D6−20 1.5xD − 4 I132
43°
45°

MSSHV-WE MS D6−20 1.5xD − 4 I131
43°
45°

MS2ES MS D3−12 0.5−1xD − 2 I068
30°

MS2SS MS D0.1−12 1.5xD − 2 I036
30°

D<3 D≥3

D3−12 0.5−1xD −

D3−14 0.5−1xD −

D1−12 −

D3−20 −

D6−20 2.2
−2.4xD −

I131

a

a

MSSHV

MSMHV

e e u e u

e e u e u

D1 ap L3 D5 L1 D4

MSSHV D0600WE 6 9 14 5.85 50 6 4 a 1
 D0800WE 8 12 20 7.85 60 8 4 a 1
 D1000WE 10 15 25 9.7 70 10 4 a 1
 D1200WE 12 18 30 11.7 75 12 4 a 1
 D1600WE 16 24 40 15.5 90 16 4 a 1
 D2000WE 20 30 50 19.5 110 20 4 a 1

D1 ap L1 D4

MSMHV D0600WE 6 13 50 6 4 a 1
 D0800WE 8 19 60 8 4 a 1
 D1000WE 10 22 70 10 4 a 1
 D1200WE 12 26 75 12 4 a 1
 D1600WE 16 35 90 16 4 a 1
 D2000WE 20 45 110 20 4 a 1

D1 <12 D1>12
 0
- 0.020

 0
- 0.030

D4=6 8 <D4 <10 12 <D4 <16
 0
- 0.008

 0
- 0.009

 0
- 0.011

D1 <12 D1>12
 0
- 0.020

 0
- 0.030

D4=6 8 <D4 <10 12 <D4 <16
 0
- 0.008

 0
- 0.009

 0
- 0.011

43°
45°MSUWC

43°
45°MSUWC

h6

h6

I133

6 9000 2240 8000 2240 5300 1060
8 7000 1680 6000 1680 4000 960

10 5000 1440 4800 1440 3200 770
12 4000 1200 4000 1200 2700 760
16 3000 1140 3000 1140 2000 560
20 2400 860 2400 860 1600 510

6 6500 1280 4000 740 3700 440
8 5000 1150 3000 670 2800 340

10 4000 910 2500 530 2200 350
12 3500 900 2000 530 1900 300
16 2500 670 1500 390 1400 280
20 2000 610 1200 350 1100 260

y

y

MSSHV MSMHV

<0.2D

<1.5D

<0.1D

<1.5D

<0.5D

D

<1D

D

SOLID END MILLS
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STEP1 Chose work material, end mill type and cutting length

STEP2 Chose end mill

STEP3 Chose size and cutting condition

HOW TO USE TOOL NAVI

Work material

End mill type

Flute length (ap)

1st Recommend
2nd Recommend

1st. Chose

End mill size Cutting conditions

3 steps to ind the correct tool and cutting data.

Recommend

*1 Finish
*2 Rough

Carbon steel 
Alloy steel 

Cast iron

Hardened steel

Copper alloy
Aluminium alloy

Graphite

Austenitic Stainless steel

Ti alloy
Ni-base alloy

INDEX
Square end mills 
 Short lute (ap‒1.5xD) ................................................................................ 
 Medium lute (ap‒3xD) ............................................................................... 
 Long lute (ap‒5xD) .................................................................................... 
 Short lute with neck (ap‒30xD) ................................................................

Corner radius end mills 
 Short / Medium lute (ap‒3xD) ................................................................... 
 Short lute with neck (ap‒50xD) ................................................................

Ball nose end mills 
 Short / Medium lute (ap‒3xD) ................................................................... 
 Short lute with neck (ap‒70xD) ................................................................

Square end mills
 Short lute (ap‒1.5xD)
 Medium lute (ap‒3xD)
 Long lute (ap‒5xD)
 Short lute with neck (ap‒30xD)
Corner radius end mills
 Short / Medium lute (ap‒3xD)
 Short lute with neck (ap‒50xD)
Ball nose end mills
 Short / Medium lute (ap‒3xD)
 Short lute with neck (ap‒20xD)

Square end mills
 Short lute (ap‒1.5xD)
 Medium lute (ap‒3xD)
 Long lute (ap‒5xD)
 Short lute with neck (ap‒16xD)
Corner radius end mills
 Short / Medium lute (ap‒3xD)
 Short lute with neck (ap‒30xD)
Ball nose end mills
 Short / Medium lute (ap‒3xD)
 Short lute with neck (ap‒50xD)

Square end mills
 Long lute (ap‒5xD)
 Short lute with neck (ap‒10xD)
Corner radius end mills
 Short lute with neck (ap‒30xD)
Ball nose end mills
 Short / Medium lute (ap‒3xD)
 Short lute with neck (ap‒50xD)

Square end mills 
 Short lute (ap‒1.5xD) ................................................................................ 
 Medium lute (ap‒3xD) ............................................................................... 
 Short lute with neck (ap‒12xD) ................................................................

Corner radius end mills 
 Short / Medium lute (ap‒3xD)
 Short lute with neck (ap‒50xD)
Ball nose end mills
 Short / Medium lute (ap‒3xD)
 Short lute with neck (ap‒70xD)

SOLID END MILLS
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Product name
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End mills
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Work materials

Pa
ge

Square end mills
Short lute (ap−1.5xD)

Medium lute (ap−3xD)

CARBIDE

Carbon Steel, Alloy Steel, Cast Iron
(<30HRC)

Tool Steel, Pre-Hardened Steel, Hardened Steel
(<45HRC)

Hardened Steel
(<55HRC)

Hardened Steel
(>55HRC)

Austenitic  
Stainless Steel

Titanium Alloy,  
Heat Resistant Alloy Copper Alloy Aluminium Alloy
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Unit : mm

Unit : mm

Carbon Steel, Alloy Steel, Cast Iron
(<30HRC)

Tool Steel, Pre-Hardened Steel, Hardened Steel
(<45HRC)

Hardened Steel
(<55HRC)

Hardened Steel
(>55HRC)

Austenitic  
Stainless Steel

Titanium Alloy,  
Heat Resistant Alloy Copper Alloy Aluminium Alloy

Variable helix end mill, Short cut length, 4 lute,  
Reduced neck, Weldon shank

Variable helix end mill, Medium cut length, 4 lute, Weldon shank

MSTAR solid carbide end mill for eficient machining.

MSTAR solid carbide end mill for eficient machining.

Order Number Flutes

St
oc

k

Type

Type1

Type1

Order Number Flutes

St
oc

k

Type

a : Inventory maintained.

CARBIDE
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D:Dia.

D:Dia.

Work  
material

Carbon steel, Cast iron,  
Alloy steel (─ 30HRC)

Cf53, GG25

Alloy steel, Tool steel,  
Pre-hardened steel
(─45HRC)

Stainless steel
(─1100N/mm²)

Dia.
(mm)

Revolution
(min-1)

Feed rate
(mm/min)

Revolution
(min-1)

Feed rate
(mm/min)

Revolution
(min-1)

Feed rate
(mm/min)

Work  
material

Carbon steel, Cast iron,  
Alloy steel (─ 30HRC)

Cf53, GG25

Alloy steel, Tool steel,  
Pre-hardened steel
(─45HRC)

Stainless steel
(─1100N/mm²)

Dia.
(mm)

Revolution
(min-1)

Feed rate
(mm/min)

Revolution
(min-1)

Feed rate
(mm/min)

Revolution
(min-1)

Feed rate
(mm/min)

Depth of  
cut

Depth of  
cut

Slot milling

(MAX. 12mm)

1) If the depth of cut is shallow, the revolution and feed rate can be increased.
2) Air blow or oil mist is recommended for good chip evacuation.
3)  The irregular helix lute end mill has a larger effect on controlling vibration when compared to standard end mills. However, if the rigidity of 

the machine or the workpiece installation is poor, vibration or abnormal sound can occur. In this case, please reduce the revolution and feed 
rate proportionately, or set a lower depth of cut.

Variable helix end mill, Short cut length, 4 lute,  
Weldon / Cylindrical shank

Variable helix end mill, Medium cut length, 4 lute,  
Weldon / Cylindrical shank

Shoulder milling
RECOMMENDED CUTTING CONDITIONS

для заказа - info@mitsubishitools.ru

info@mitsubishitools.ru            www.mitsubishitools.ru


