(L EWN X115 R G type(Gashland)

DHANEED CBANEED

TEME 1-74V7 RUNE Fwidk wodise SHReEE TEME I-74V7 RUNE Fwuadk w/ogsss SRR

[RVVI2G-2.5D 4 [RVVI4G-2.5D 4
7I7REVO=)L 2HIEENGI(7 PIPREVO=)L AIEERDNGI(F

AquaREVO Mills Two Flutes 2.5D G type AquaREVO Mills Four Flutes 2.5D G type

@ R | %% o -_-_._.D;;N-_%

DCON
21 APMX 455 APMX
FryvaSUR LF FpwyaSYR LF
LIST9706 rder 5 ode B (Unit)mm  LIST9708 BN 755505 Code | B{7(Unit):mm
Code APMX DCON | stock Price(¥) Code APMX DCON  Stock Price(¥)
RVM2010G-2.5D | 1.0 | 25 2,130 RVM4010G-2.5D | 1.0 | 25 3,990
RVM2015G-2.5D 1.5 3.8 2,440 RVM4015G-2.5D 1.5 3.8 3,990
40 4 40 4
RVM2020G-2.5D | 2.0 | 5.0 2,390 RVM4020G-25D | 2.0 | 5.0 3,220
RVM2025G-2.5D | 2.5 6.3 2,610 RVM4025G-2.5D | 2.5 6.3 3,220
RVM2030G-2.5D | 3.0 | 7.5 2,980 RVM4030G-2.5D | 3.0 7.5 3,330
RVM2035G-25D | 35| 8.8 45 5,050 RVM4035G-2.5D 3.5 88| 45 5,900
RVM2040G-2.5D | 4.0 | 10.0 3,110 RVM4040G-2.5D | 4.0  10.0 3,580
RVM2045G-2.5D | 4.5 11.3 6 5,580 RVM4045G-2.5D @ 4.5  11.3 6 7,280
RVM2050G-2.5D | 5.0 | 125 3,220 RVM4050G-2.5D | 5.0 | 125 3,890
50 50
RVM2055G-2.5D | 5.5 | 13.8 5,600 RVM4055G-2.5D = 5.5 1338 8,010
o o
RVM2060G-2.5D | 6.0 | 15.0 3,350 RVM4060G-2.5D | 6.0  15.0 4,220
RVM2070G-2.5D | 7.0 | 17.5 8,820 RVM4070G-2.5D @ 7.0 | 17.5 11,300
60 8 60 8
RVM2080G-2.5D | 8.0 | 20.0 6,380 RVM4080G-2.5D | 8.0 | 20.0 7,730
RVM2090G-2.5D | 9.0 | 225 12,300 RVM4090G-2.5D & 9.0 225 15,100
70 10 70 10
RVM2100G-2.5D | 10.0 | 25.0 7,630 RVM4100G-2.5D | 10.0 | 25.0 10,500
RVM2120G-2.5D 12.0 | 30.0 75 12 11,300 RVM4120G-2.5D | 12.0 | 30.0 75 12 13,100
RVM2140G-2.5D | 14.0 | 35.0 21,200 RVM4140G-2.5D | 14.0  35.0 23,300
RVM2150G-2.5D | 15.0 | 37.5 90 16 25,900 RVM4150G-2.5D  15.0 | 375 | 90 16 33,900
RVM2160G-2.5D | 16.0 | 40.0 25,900 RVM4160G-2.5D | 16.0 | 40.0 33,900
RVM2200G-2.5D 20.0 | 50.0 | 100 20 43,200 RVM4200G-2.5D | 20.0 | 50.0 | 100 20 49,100

@ ZEHEERER  Standard stock item



PN 3/ v— T 0—F S typeSharp corner)

I e CBNH

TEME I-74v7 RUNE yv-71-+ »w/o8asE  SHREERE TEME 1-F4v7 RQUNA vv-71-F »UIEsst  SiReEE

[RVIVI2S-2.5D 4 [RVVI4S-2.5D 4
7I7REVO=)L 28I SI17 PIPREVO=ILANABERDST(Y

AquaREVO Mills Two Flutes 2.5D S type AquaREVO Mills Four Flutes 2.5D S type

DE= 1 PenST !

DCON DCON
285 4KR L APMX |
Je—7a—F Vp—FI—F LF
LIST9702 DN e S code | B (Unitymm  LIST9704 DN e S code | BT (Unit):mm
Code APMX DCON | stock Price(¥) Code APMX DCON | Stock Price(¥)
RVM2010S-2.5D 1.0 25 2,130 RVM4010S-2.5D 1.0 25 3,990
RVM2015S-2.5D 1.5 3.8 2,440 RVM4015S-2.5D 1.5 3.8 3,990
40 4 40 4
RVM2020S-2.5D 20 5.0 2,390 RVM4020S-2.5D 20 5.0 3,220
RVM2025S-2.5D 25 63 2,610 RVM4025S-2.5D 25 63 3,220
RVM2030S-2.5D 30 75 2,980 RVM4030S-2.5D 30 75 3,330
RVM2035S-2.5D 35 88 45 5,050 RVM4035S-2.5D 35 88 45 5,900
RVM2040S-2.5D 4.0 10.0 3,110 RVM4040S-2.5D 4.0  10.0 3,580
RVM2045S-2.5D 45 113 6 5,580 RVM4045S-2.5D 45 113 6 7,280
RVM2050S-2.5D 5.0 125 3,220 RVM4050S-2.5D 5.0 125 3,890
50 50
RVM2055S-2.5D 5.5 138 5,600 RVM4055S-2.5D 5.5 138 8,010
[ [
RVM2060S-2.5D 6.0  15.0 3,350 RVM4060S-2.5D 6.0 15.0 4,220
RVM2070S-2.5D 70 175 8,820 RVM4070S-2.5D 70 175 11,300
60 8 60 8
RVM2080S-2.5D 8.0 20.0 6,380 RVM4080S-2.5D 8.0 20.0 7,730
RVM2090S-2.5D 9.0 225 12,300 RVM4090S-2.5D 9.0 225 15,100
70 10 70 10
RVM2100S-2.5D | 10.0 | 25.0 7,630 RVM4100S-2.5D | 10.0 | 25.0 10,500
RVM2120S-2.5D | 12.0 | 30.0 | 75 12 11,300 RVM4120S-2.5D | 12.0 | 30.0 | 75 12 13,100
RVM2140S-2.5D | 14.0  35.0 21,200 RVM4140S-2.5D | 14.0  35.0 23,300
RVM2150S-2.5D @ 15.0 | 375 90 16 25,900 RVM4150S-2.5D @ 15.0 375 90 16 33,900
RVM2160S-2.5D | 16.0  40.0 25,900 RVM4160S-2.5D | 16.0 | 40.0 33,900
RVM2200S-2.5D | 20.0 | 50.0 | 100 20 43,200 RVM4200S-2.5D | 20.0 | 50.0 | 100 20 49,100

@ {ZEEAERESR Standard stock item
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Recommended machining method by number of blade and cutting edge

ED excelent €D Good
NFRAR 23 48R
Cutting edge shape Two Flutes Four Flutes
GIIF (Fry2aSUR)
MRIEZER flE A Ryl flE A RoyyNMIT | F'E
G type(Gashland) f+ EFIIT FEIT FEAIT FEAT £ EFIT
Emphasis on iid_@lu i {t EFAT f EIFIT t_EFAT {t EFAT f EFIT E!aﬂf_
chipping resistance nishing Groove Pocket milling Side Groove Pocket milling nishing
Roughing Roughing Roughing Roughing Roughing
Finishing Finishing Finishing Finishing Finishing
SILT (J'\’—7°:I—7')
PINKZER
S type(Sharp corner) .
Emphasis on sharpness gﬁ;oove
| PRV L T
ﬁl]ﬁ For finishing corner removal Removal of corner rest
Side
[
|
|
SAEYHIFRARX
Standard Cutting Conditions
RVM2G-2.5D / RVMI2S-2.5D
-—
PI7REVOZ)L2HAERGILT/STILF
AquaREVO Mills Two Flutes 2.5D G type / S type
— RS a2l HEH y =5 MHEE TS
P mE BN BEANE BEANGR ATV Eviyres FPILEZULEGE
R SS/S-C/FC- | SCM/NAK/HPM SKD11 SUS304/5US316 | Ti-6Al-4V
Work Material )
o Sg:gégr?}ffitel HeatA&roeétSet(eﬁeSlteel Hiztrér:naetgdsfet;et Hardened Steel Hardened Steel Stainless Steel T:\tg(;:ﬁrtnA/L\Lﬁ(\gy Aluminum Alloy
150~250HB 25~35HRC 35~45HRC 45~55HRC 55~60HRC
sz DIy | XVEE | TERY | XVRE | DY | XURE | DEY RURE DR XJURE | DG | RXURE | OEY XUEE | OEH | XUEE
Dia. of Mill Rotation Feed | Rotation| Feed | Rotation | Feed Rotation Feed Rotation Feed | Rotation | Feed |Rotation | Feed | Rotation Feed
mm min- mm/min min- mm/min min mm/min min-! mm/min min! mm/min min- mm/min min mm/min min-! mm/min
1 38200 750 31850 540 25500 320 17500 130 17500 70 12740 50 40000 170
2 19100 750 15900 540 12730 320 @ 9550 150 11150/ 150 | 7960 80 /30000 250 *ﬂm}lq
4 9550| 750 | 7960 540 @ 6370| 320 | 4780 150 6370 250 | 4780 105 15000 250 G
6 6370/ 750 | 5300 540 @ 4240 320 3180 150 4240 250 | 3180 120 10000 250 ap
8 4800 750 | 3980 540 3180 320 2390 150 3180 250 @ 2390 120 | 7500 250
10 3820 600 | 3180 480 | 2550 320 @ 1910/ 130 2550/ 250 | 1910 120 | 6000 250 e
FRIEINT 12 3180, 570 | 2650 420 & 2120| 280 1460/ 100 2120 250 1320/ 90 | 5000 250
SRR 16 1790/ 400 | 1790 300 & 1190/ 200 | 1100 100 1590 200 800 60 @ 3800 250 T
20 1430| 300 1430| 230 950 160 880 60 1110, 150 630 55 | 3000 250 Finishing
BT 2DC 2DC 1.5DC
8 ap
AHE |FOUEE (3 DC(MAX 1. Ol AL 2. 0.1D¢ 0.020C 0.2DC T
et ¢ 0-1DC(VAX 1. Omm) 01411 0010C | YRS 23D | vax 1.0mm) ae |
LT AP 2DC Fryva5UR) 2DC 1.5DC
Finishing | ge 0.05DC(MAX 0.3mm) 0.01DC | ZTHEALEEZL | 0.05DC 0.01DC 0.2DC
1 31850 530 |25500| 330 20700 250 & 7500/ 55 @ Jeweu= [12740] 60 | 6370/ 18 42000 60
2 15900 530 12730 330 10350 250 | 4500 70 (oufliesbos | 7960 85 | 3980 27 21000 60 BT
4 7960 530 | 6370 330 5170 250 | 3980 130 4780 150 | 2390 39 [10500 60 | ap Rouening
6 5300 530 | 4240 330 | 3450 250 | 2650 130 3180/ 150 | 1590 44 | 7000 60 ___
8 3980 530 @ 3180 330 | 2590 250 @ 1990 130 2390 150 1200 44 5250 60 (P
- 10 3180 490 | 2550 290 | 2070 230 | 1590/ 130 1910 150 950 46 @ 4200 60 Be
AL 12 2390 430 | 2120 250 1670 200 | 1320 130 1460 130 = 660/ 38 | 3500 60 )
16 1790 330 | 1190 170 | 980 140 700 90 1000 100 = 400 23 | 2660 60 = LETIT
20 1430 250 950 130 780 100 550 55 800 80 310/ 17 | 2100| 60  gp ae e
T 1DC T 13
o | g 2P 1DC(MAX 10mm) 0.2DC 0.5DC 02DC O _:|_|=T=g
Depth of Cut fill?f_ml ap 1.5DC 1.5DC De e
Finishing | 3¢ 0.02DCIUF 0.02DCAF
FIHISECFIADER Attention on using the cutting condition tables

)
)
)
)

1) REUIITZ{T 5126213 BIED S BFEE DB - RV S — & TR IEE
2) RS NIOBEF T —TO—=ERLTRE

Lo

3) FANSB(45~55HRO) ZHM TS BB EIFRSA NI TI P —TO— AL TS
4) FEANEN (55~60HRCO) DANTIFHERUE B Ao RVMAG-2.5D (4K G 7 FryaSUR) RS
5) RAF VLA MHAEE. FIVERENL I BBEROTYNTINILTL RS
6) UUDUHHET ZIBE(S. LRODEHEEVBEZRVIETTIF 2N SIVAHBE TS TTEREE

L.

7) ST TTEMTEITIBEISGRVEEZ20%ICLTIZE W,

Lo

L

Lo

L

1) Use highly rigid machining center and holder.
2) Use an air blow for dry process.

3) When processing hardened steel (45 to 55HRC), use an air blow for dry process.
4) Processing hardened steel (55 to 60HRC) is not recommended.
Please use RVM4G-2.5D (Four Flutes 2.5D G type Gashland).
5) Use in wet condition in case of Stainless Steel, Nickel Alloy. Titanium Alloy.
6) When chattering occurs, reduce the rotation and feed rate, or reduce the depth of cut.

7) When grooving with S type, set the feed rate to 20%.



PRI S

Applicable Work Materials

—f& - [=Ez ] s e —- o FILEZD L
s PR HEE FUN—RVER AN BRANE AFVVAE | TigE ik ae
Structural Carbon Alloy Steel Hardened | Heat treated Hardened Steel Stainless Steel|  Titanium Cast Iron Aluminum

Steel Steel Heat treated Steel Steel Alloy Alloy

Steel
S45C SCM 30~45 45~55 55~60 60~66 SUS304 ) FC AC
55400 50c scr NAK HRC HRC HRC HRC  sus3ate oAV pep ADC
@) @) O ©) @) @) O - @) O @) O

GIAF (Fryya1SUR)EERYOER
Guideline of remaining corner of G type (Gashland) e
BAR Unit : mm

O: &i# Excellent  O: A Good —: #EEULFEE A Not recommended

ps =£F' !"ﬂ;
%fii 8=
DC tolerance BT Unit : mm

DC k m 4% DC o
; 8?5 88?2 » ZFBZ Above LIRS Up to Tfl‘:ereanﬁce
6 0.2 0.03 = 0~=0.015
10 0.3 0.04 m 3 12 0~-0.02
20 0.4 0.05 12 0~-0.03
RVMA4G-2.5D / RVM4S-2.5D
— )
PI27REVOZ)L AA BTG 1D /STI1D
AquaREVO Mills Four Flutes 2.5D G type / S type
Plciicyiceg = e BEANE gANE | xrvLz@ | BROE pis-onas
il SS/S-C/FC- | SCM/NAK/HPM SKD11 SUS304/5US316 Ti-6Al-4V
Herpaterd Sggcrcka‘tgnal:f%zel HeatA&roeyatSetseSlteel Haaatréreenaetgitset;el Hardened Steel Hardened Steel Stainless Steel Tk‘;ﬁi}ﬁ&ﬁéy Aluminum Alloy
150~250HB | 25~35HRC 35~45HRC 45~55HRC 55~60HRC
P EEE | XUEE | OIS XURE | O RORE | O XRURE DR | XURE | DEN XURE | DR RUEE | G  XURE
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
mm min’' mm/min min-’ mm/min min’’ mm/min min-! mm/min min’' mm/min min-’ mm/min min-’ mm/min min mm/min
1 38200 1500 31850 1080 25500 640 17500/ 350 17500 45 17500 100 12740 100 40000 350
2 19100/ 1500 15900 1080 12730 640 | 9550/ 400 | 9550/ 50 11150/ 210 | 7960 160 |30000 500 9@1191
4 9550/ 1500 = 7960| 1080 = 6370 640 5970 530 | 5970 70 | 6370 350 @ 4780 210 15000 500 I
6 6370 1500 | 5300 1080 | 4240 640 | 4000/ 530 | 4000/ 70 4240 350 | 3180 240 10000 500 Tp(
8 4800 1500 = 3980 1080 3180 640 | 2980 530 | 2980 70 3180 350 & 2390 240 & 7500/ 500
10 3820 1200 | 3180 960 2550 640 | 2390 450 | 2390/ 60 2550 350 | 1910 240 | 6000| 500 &
RIENT 12 3180 1140 | 2650 840 2120 560 1990 380 1990 50 2120 350 1320 180 | 5000 500
SR ML 16 1790/ 800 | 1790 600 1190/ 400 & 1390 350 | 1390/ 45 1590 300 800 120 | 3800 500 4 EEIT
20 1430 600 | 1430 460 950 320 1110 280 1110 35 1110 220 630 110 | 3000 500 Finishing
fBIT 2DC 1.5DC 2DC 1.5DC J
N . 0145 0.03DC 0.2DC P
gggﬁgzﬁ Roughing | ge 0.2DC(MAX 1.0mm) S14ELE 0.01DC 0.01DC (MAX 1.0mm) 0.02DC 0.2DC ae |
ftEFNT | ap 2DC HREUFEA 2DC 1.5DC
Finishing | 3¢ 0.05DC(MAX 0.3mm) 0.01DC | Netrecommended | 0,05DC 0.01DC 0.2DC
1 31850| 1060 25500 660 20700 500 | 7500 110 12740 120 | 6370/ 32 42000 125
2 15900 1060 12730, 660 10350 500 | 4500 140 7960 170 | 3980 48 21000 125 T
4 7960 1060 6370, 660 5170 500 | 3980 260 4780 300 | 2390 76 [10500 125 | apy Rouehing
6 5300 1060 | 4240 660 3450 500 | 2650 260 3180, 300 | 1590 82 | 7000 125
8 3980 1060 @ 3180, 660 2590 500 | 1990 260 2390 300 | 1200 82 | 5250 125 —
. 10 3180, 970 | 2550 600 2070 400 | 1590 260 ] 1910, 300 950 66 | 4200 125 Dc
AL 12 2390 850 2120 500 1670 350 | 1320 260 JEEUFEA 460 260 | 660 58 | 3500 125 -
16 1790| 660 1190 340 980 280 | 700 180 10000 200 = 400 52 | 2660 125 T
20 1430/ 500 950 260 780 200 550/ 110 800 160 310 44 | 2100 125
N BT ap 1DC(MAX 10mm) 0.2DC 0.5DC omc | o ?gmm)
CRNOC by @p 1.5DC 1.5DC
Finishine | ge 0.02DCIUTF 0.02DCLIT
BRI CFIRADER Attention on using the cutting condition tables

1) REUNTZ{T 521 B DS ZFEEDE L i RV —ZE TR IZS L.

2) RS NIOHBEFIF—TO—=ERLTIREN,

3) \ANI(45~55HRO) Z T I BIHEIERSA NI TI 7 —IO—ZERLTRE L,

4) BEANEE(55~60HRC)DINTICRVMAS-2.5D (48K STA T Y+—FI—7) [FHERLET B A,
RVMAG-2.5D (48H GIA 7 FrvraSUR) ZTRALKIEE V. UGB TIFEELE A,

5) A7 VUM MHAEE. FIVELENTIZHERFDTYNTINILTZEL,

6) UUWHRET B8, LROBEM XV REZRCEETTIF N UIVIASBETFTTERALEEL,

7) ST T TEMIETIREIFRUEEZ30%ICLTIZE N,

1) Use highly rigid machining center and holder.
2) Use an air blow for dry process.
3) When processing hardened steel (45 to 55HRC), use an air blow for dry process.
4) It is not recommended for processing hardened steel (55 to 60HRC)
to use RVMA4S-2.5D (Four Flutes S type Sharp corner).
Please use RVMA4G-2.5D (Four Flutes G type Gashland).
But it is not recommended for grooving, and finishing of side milling.
5) Use in wet condition in case of Stainless Steel, Nickel Alloy, Titanium Alloy.
6) When chattering occurs, reduce the rotation and feed rate, or reduce the depth of cut.
7) When grooving with S type, set the feed rate to 30%.



