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RVM2G-1.5D/RVMA4G-1.5D RVM2G-2.5D/RVMA4G-2.5D RVM2S-2.5D/RVMA4S-2.5D
NEW SIZE

REVOlutionize for the Manufacturing
AquaREVO Mills
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7277REVO=IL

RVM2G-1.5D/RVM4G-1.5D RVM2G-2.5D/RVM4G-2.5D RVM2S-2.5D/RVMA4S-2.5D
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REVOlutionize for the Manufacturing
AquaREVO Mills

The new carbide endmill AquaREVO Mills was born in AquaREVO Series that material, design, coating are completely all renewed

(ke o

SEMT . RIEORE(EICKY
- agat S AT TNV A O f

HEDNBVEES HMEL

High toughness and low hardness

T VR ERDFRIEERM

The new carbide base material for endmill with both hardness and
toughness by optimizing alloy composition and grain size

e

& Toughness

Material

Conventional

oo CD
New Material

ESHELEEFEDEL

High hardness and low toughness

7

BEX Hardness

AEFDEAFEY—RZHFRA CUVIREIZHIH L.

RE. RN TZRER

Adoption of unequally spaced blades and variable leads. Suppress chatter vibration and realize stable and highly efficient machining

73R DR

Comparison of
axial component force

FEDE

Unequally spaced blades

it TR

Competitor endmill

PI7REVOSIL
AquaREVO Mills

288H A
Two Flutes Four Flutes
al'#a2 (f al#a2 (S '

SRS

)

Cutting direction

FEU—R
Variable leads
Size: Four flutes G type(Gashland)

SR RIEIT
Cutting method: Side milling

#WHEIA: SUS304
Work Material

EIHLERE: 150m/min(7,950min)
Cutting Speed

B1#B2

d—5 42 (REVO-MO—h)
MZEEREICEN. DTy MITICHIELY

Excellent thermal shock resistance and strong wet processing
W FTAICXNEEDIRAIC LY

Coating (REVO-M Coat)

B3 Time (S)
UUWDRE

Chatter occurs

i ¢6.0 48H2.5D GIA F (FrvyaSUR)

B5R8 Time (5)
RELIIT

Stable machining

EDRE:1,270mm/min(0.04mm/t)
Feed Speed

HAHE: ap9.0mm ae0.6mm
Depth of Cut

YIEE: KBt

Cutting Fluid: Water-soluble

fERAH: TTAZM/C (HSK32E)
Machine: Vertical M/C

S50CYTYMMIT 9 <VELE

BT R(EE
surface treatment
AICTXN7&EERE o — MitZkE
AICrXN multilayer film e ETER s P

Heat resistant
Thermal shock

AICrNE= -resistant film
ALCrN film &"%ﬂ%ﬁ{hﬂ%
Adhesion

SRR

High strength enhancement film

cemented carbide
base material

Comparison of rake face(S50C, wet condition)

it TRV

Competitor endmill

BLEE (1100°C) LEN M BIFIEZRIR
B REREORELIC KL MEFEM (3300HV) ZHER
W BB EBIC K S ERHIET
P TREN S
LT DltEH T HT K BIBIEERHS
M High heat resistance (1100°C) and excellent thermal shock
resistance are realized by adopting a new AICrXN film
M Ensure wear resistance (HV3000) by optimizing film formation
conditions
W Improved chipping resistance due to increased adhesion

resistance by super smooth surface treatment
Suppresses damage caused by chip biting

PI7REVOSIL
AquaREVO Mills

PHARS
Early damage
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Recommended machining method by number of blade and cutting edge

NE HERIR

Excellent €&l Good

b3t )

Length of cut

Number of Cutting edge shape
teeth
GIA T (Fryva5UR)
MR ZE] RIE B R whIT
G type(Gashland) Side Groove Pocket milling
Emphasis on t+ EFNIT # EFIIT AT
chipping resistance Finishing Roughing  Finishing Roughing  Finishing
2495 re—
Two Flutes SIA T (‘J'\’l—j :l—j-)
:JJTI[H(ESEEE ) fE5EH BREM LA
type(Sharp corner For finishing corner removal ERDBE
Emphasis on ‘ R!EZV%L o‘:f‘lscorgzrfest
sharpness | B
— K
{,EUE Groove
‘ Sd@
\
GIAF (Fryva5UR)
MR ZE] RiE B R yhIlT TE
G type(Gashland) Side Groove Pocket milling Plane
Emphasis on #+ EIFT + EIFIT + EIFIT + EIFIT
chipping resistance Roughing Finishing Roughing Finishing Roughing Finishing Finishing
41X - .
ENGEIS S A O (vy—20—F)
:JJTIIH(E;?E#E ) ‘ fE5Eh BREM LA
type(Sharp corner For finishing corner removal ERDBE
Emphasis on | R!EZV%L ;Eorﬁrfest
sharpness bi
- {,EUE Groove
| Side

GIA S (FrwvaT VR EEDDBER

Guideline of remaining corner of G type(Gashland)

DC k m
1 0.05 0.005
3 0.1 0.015 ~
6 0.2 0.03
10 0.3 0.04
20 0.4 0.05
i
WHI R INER
Applicable Work Materials
—fy " &2 e
memm | o0 gam R manm
Structural Carbon Alloy Steel Hardened | Heat treated
Steel Steel Heat treated Steel Steel
Steel
S45C SCM 30~45
SEH S50C SCr N HRC
PI7REVO=IL o o o o o

AquaREVO Mills

BA(TT Unit : mm

NETEE
DC tolerance BA{i] Unit : mm

SHE DC HEE
Z#BA Above LAIF Up to Tolerance
3 0~-0.015

o 3 12 0~—0.02
12 0~-0.03

ZI)L=—=

AN xrovzE Tes | om0 a2 0
Hardened Steel Stainless Steel|  Titanium Cast Iron Aluminum

Alloy Alloy

45~55 55~60 60~66 SUS304 . FC AC

HRC HRC HRC SUS316 AR FCD ADC

©) O - ©) O © O

O: &8 Excellent O @A Good

— #EEEUZEE A Not recommended
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Stable machining and long tool life by suppressing the progress of corner wear and the occurrence of chipping and fracture

EEFELLE (FIHI=R80m)

Comparison of wear (Cutting length 80m)

P <
FFan LR
Comparison of tool life
150
120
90
FantlElR (m)
Tool life cutting length
60
30
0

BT URIIL
Competitor endmill

iE: ¢6.0 4802.5D GIA L (FryvaSUR)

Size: Four flutes G type(Gashland)

SIHERE: 120m/min(6,370min)

Cutting Speed
O 2
FiothiR
Comparison of tool life
200
150
ESUHREM o0
Tool life cutting length
50
0

bt TR=)L

Competitor endmill

& $6.0 48H1.5D GIAF (FrvvaSUR)

Size: Four flutes G type(Gashland)

EIHERE: 120m/min(6,370min ")

Cutting Speed

PIPREVOSIL
AquaREVO Mills

#H44: S50C (180HB)
Work Material

EWUEE: 1,500mm/min(0.06mm/t)
Feed Speed

fhrtT>

Competitor endmill

PI7REVO=IL
AquaREVO Mills

L

SIRI7EE: RIENT
Cutting method: Side milling

tiAHE: ap12.0mm ael.2mm
Depth of Cut

EEFELLE (F]HIF=100m)

Comparison of wear (Cutting length 100m)

7?I7REVO

PI7REVO=IL
AquaREVO Mills

K44 S50C (180HB)
Work Material

EVEE: 2,200mm/min(0.09mm/t)

Feed Speed

AquaREVO Mills

TRV
Competitor endmill

SR RIET
Cutting method: Side milling

YHAHE: ap9.0mm ael.2mm
Depth of Cut

T—F ORI

Fracture of the corner

fERM: IIZM/C (HSK63A)
Machine: Vertical M\/C

CIHIH: KAt

Cutting Fluid: Water-soluble

SHERRIFRE

Fracture occurs on the peripheral cutting edge

fEFAMEAR: ST/ C (HSK63A)
Machine: Vertical M/C

SR K%

Cutting Fluid: Water-soluble
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Stable machining under a wide range of conditions even with Stainless steel that is easy to chatter

SUS304(CH1F 2R ENMTARELLE

Comparison of stable machining areas in SUS304

ITELER

Comparison of cutting face

EIHIEE (m/min)
Cutting Speed

Competitor
endmill

it TRV

Competitor endmill

0 . 0.06
HEr=iEE (mm/t) Feed per blade

i 06.0 4882.5D GIA L (FrvyaSUR)
Size: Four flutes G type(Gashland)

YIEERE: 150m/min(7,950min")
Cutting Speed

ZHE

—RRHNS AT VU A BEEME T RLVLWKEIMTE

#H#4: SUS304
Work Material

SEVDRE: 1,270mm/min(0.04mm/t)

Feed Speed

SIRIZTA: lEnT
Cutting method: Side milling

iAHE: ap9.0mm ae0.6mm
Depth of Cut

MEREZ IR

Compatible with a wide range of materials from Structural steel to Stainless steel and Hardened steel

fEFRtEM: 1AM/ C (HSK32E)
Machine: Vertical M\/C

CIHIH: KA

Cutting Fluid: Water-soluble

AT VU4 SUS304

EEFELLER (VIHIR=200m)

Comparison of wear (Cutting length 200m)

500

375

HEHIHIR () 250
Tool life cutting length

125

0

It TRV

Competitor endmill

i ¢6.0 48H2.5D SIAF(Vv—FO—F)

Size: Four flutes S type(Sharp corner)

EIEIERE: 80m/min(4,240min)
Cutting Speed

SEE#H SKD61 (53HRC)

250

200

" 150

FentHlR (m)

Tool life cutting length

100

50

0

it TRV
Competitor endmill

i 6.0 48H2.5D GIA T (FrwraSUR)
Size: Four flutes G type(Gashland)

LIHIERE: 100m/min(5,300min")

Cutting Speed

PIPREVOSIL
AquaREVO Mills

#HI#4: SUS304
Work Material

EDEE: 510mm/min(0.03mm/t)
Feed Speed

PI7REVOSIL
AquaREVO Mills

#ElI44: SKD61 (53HRC)
Work Material

XWEE: 700mm/min(0.03mm/t)
Feed Speed

PI7REVI
AquaREVO

TR
Competitor el ill

SR AIEIT
Cutting method: Side milling

AHE: ap9.0mm ae0.6mm
Depth of Cut

EEFELEER (FTHI=80m)

Yy —O—F =

Maintain sharp corners

JI—FDFvEVTHDE ﬁj(

Corner chipping and

EFRHERE: TTAZM/C (HSK63A)
Machine: Vertical M\/C

BIHlH: KB

Cutting Fluid: Water-soluble

Comparison of wear (Cutting length 80m)

PI7REVO=SIL
AquaREVO Mills

it TRV

Competitor endmill

Bl AIENT
Cutting method: Side milling

AHE: ap9.0mm ae0.18mm
Depth of Cut

FyEVTELEFD/IEW

No chipping and wear is small

J—FORIFFHE

Fracture of the corner

SEFAMEARE: TTAZM/C (HSK63A)
Machine: Vertical M/C

EIHEE: RS I770—
Cutting Fluid: Air blow
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Processing example

B4 DA L \E R T DFP ORIE T (FERWI1T)

Side milling of thin-walled with low rigidity machine (flat processing)

FyEVTHREL 7 I PREVOZ)VIF. CUWHRENZIMHIL
TEHEmHIEN ZEUNMIIC KW, I TS DRGFnZZERK

Problems Chipping occurs and tool life is short AquaREVO Mills suppresses chatter vibration and achieves a long tool life
that is twice the number of processes due to stable processing

Competitor endmill RVM4120G-2.5D
TEftH 0120 4HF FEHE-FZU—R

Tool specifications Four flutes, unequally spaced blades and variable leads

YIHEE
Cutting Speed

100m/min(2,650min’")

REE 750mm/min(0.07mm/t)
Feed Speed

iAHE 2@4)523 Twice cut ap25mm ae0.65mm/ae0.25mm
Depth of Cut

Fa®
(I8
Comparison

of tool life
(Number of
processing/pcs)

HE =2

Field Industrial machinery RIFHLE
& IvIh “ Fracture occurs
Parts Shaft

R _ SCM420 EFELLE

Work Material (800fENIT#)

YIRS AIEMNT =E:25mm/B47:0.9mm Comparison of wear

Cutting method | Side milling  Height/Depth ﬁgifefs?g E)CS

] TIM/C (BT#30) i e

Machine Vertical M/C

LIHH Kiat

Cutting Fluid Water-soluble

ATFVUVAMDIVIVUVITHILT

Contouring of Stainless steel

-0 N - = =
B EEFEESTICHEL 7O FPREVOIVISEFETEINA
P U St~
TNEDIRES5DL TEHFmMELE
Problems Hole diameter varies AquaREVO Mills suppresses the progress of wear
as progress of wear and improves tool life
ikt TR 727REVOS)L
Competitor endmill RVM4080G-2.5D
TEft#F $8.0 4AH TEHE-FFU—R
Tool specifications Four flutes, unequally spaced blades and variable leads
LIHIRE ; .
Cutting Speed 40m/min (1,590min")
RURE 127mm/min (0.02mm/t)
Feed Speed
AHE ap18mm ae0.05mm

Depth of Cut

FHantb®
(I #V/1E)
Comparison
of tool life
(Number of
processing/pcs)
DEF SEIESS
Field Automobile
BB I—EVNIIVT
Parts Turbine housing
) MR T~ L 2558
Work Material Heat resistant stainless cast steel EERELL S
YIElE JV9UYT (7P 11.8mm &S 18mm F7X¢11.7mm) (2.400f811 %)
Cutting method | Contouring(Hole diameter, Height, Pilot hole) Comparison of wear [
1t IIF/C (BT#40) (after 2400 pes
Machine Veracat M/C processing)
YIHIH KAtk

Cutting Fluid Water-soluble



(cEBPF + V15K G type(Gashland)

CHANEE CBANEE

TE## 1-74v7 RQUNA Frwvaik vroBhsE TE#M# 1-74v7 RQUNA Fwvadk wwoogise  SHREE

[RVVI2G-1.5D 4 [RVVI4G-1.5D 4
7I77REVO=)L 28AMERNGI(7 7IPREVOSILARAERDGI(F

AquaREVO Mills Two Flutes 1.5D G type AquaREVO Mills Four Flutes 1.5D G type

@ 8 R i

2 ARNTX s APMX

FryvasSUR LF FrwYaSUR LF

DCON
hé
DC
N
?
DCON
hé

LIST9714 E Bfi[(Unitymm  LIST9716 FIGmELS Code BA{i7(Unit):mm
Code LF DCON | Stock Price(¥) Code LF DCON Stock Price(¥)
RVM2010G-1.5D 1.0 1.5 2,020 RVM4010G-1.5D 1.0 1.5 3,590
RVM2015G-1.5D | 1.5 23 2,320 RVM4015G-1.5D 1.5 23 3,590

40 4 40 4
RVM2020G-1.5D 2.0 3.0 2,270 RVM4020G-1.5D 2.0 3.0 2,900
RVM2025G-1.5D 2.5 3.8 2,480 RVM4025G-1.5D 2.5 3.8 2,900
RVM2030G-1.5D 3.0 45 2,830 RVM4030G-1.5D 3.0 45 3,000
RVM2035G-1.5D 35 53 45 4,800 RVM4035G-1.5D 35 53 45 5,310
RVM2040G-1.5D 4.0 6.0 2,950 RVM4040G-1.5D 4.0 6.0 3,220
RVM2045G-1.5D 45 6.8 6 5,300 RVM4045G-1.5D 45 6.8 6 6,550
RVM2050G-1.5D | 50 75 3,060 RVM4050G-1.5D 5.0 75 3,500
50 50
RVM2055G-1.5D 55 8.3 5,320 RVM4055G-1.5D 55 8.3 7,210
[ ([ J
RVM2060G-1.5D 6.0 9.0 3,180 RVM4060G-1.5D 6.0 9.0 3,800
RVM2070G-1.5D | 7.0 11.0 8,380 RVM4070G-1.5D 7.0 11.0 10,170
60 8 60 8
RVM2080G-1.5D 8.0 12.0 6,060 RVM4080G-1.5D 8.0 12.0 6,960
RVM2090G-1.5D | 9.0 14.0 11,700 RVM4090G-1.5D 9.0 14.0 13,600
70 10 70 10
RVM2100G-1.5D | 10.0 | 15.0 7,250 RVM4100G-1.5D 10.0 15.0 9,450
RVM2120G-1.5D 12.0 180 75 12 10,700 RVM4120G-1.5D 12.0 18.0 75 12 11,800
RVM2140G-1.5D | 14.0  21.0 20,100 RVM4140G-1.5D 14.0  21.0 21,000
RVM2150G-1.5D 15.0 23.0 90 16 24,600 RVM4150G-1.5D 15.0 23.0 90 16 30,500
RVM2160G-1.5D 16.0 24.0 24,600 RVM4160G-1.5D 16.0 24.0 30,500
RVM2200G-1.5D | 20.0 30.0 100 20 41,000 RVM4200G-1.5D 20.0 30.0 100 20 44,200

@ IZHEEBER Standard stock item



(RPN ++v15 R G type(Gashland)

EBANEED EHANEE

TIE#M# 1-74V7 RQUNA Fwvisk wwooiss SRER TIE#8 1-74v7 RQUNA Fevadh yw/ogise  SHEEE

[RVVI2G-2.5D 4 [RVVI4G-2.5D 4
7I7REVO=)L 28ABRNGI(7 7IPREVOSIL ABRABERNGI(F

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

%

DC
I
T
|
T
DCON
hé
DC
T
I
I
|
T
DCON
h6

245 APMX e APMX
FryvaSUR LF FryvaSUR LF
LIST9706 RS Code Bfi7(Unit)mm  LIST9708 RS Cod BT (Unit):mm

Code LF DCON Stock Price(¥ Code LF DCON Stock Price(¥)

RVM2010G-25D 1.0 2.5 2,130 RVM4010G-25D 1.0 2.5 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-2.5D 2.0 5.0 3,220

RVM2025G-25D 25 6.3 2,610 RVM4025G-25D 25 6.3 3,220

RVM2030G-25D 3.0 7.5 2,980 RVM4030G-25D 3.0 7.5 3,330

RVM2035G-2.5D 35 88 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 45 11.3 6 5,580 RVM4045G-2.5D 45 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 55 13.8 5,600 RVM4055G-2.5D 55 13.8 8,010

([ J [ J

RVM2060G-2.5D 6.0 15.0 3,350 RVM4060G-2.5D 6.0 15.0 4,220

RVM2070G-2.5D 7.0 175 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 22.5 12,300 RVM4090G-2.5D 9.0 22.5 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 15.0 375 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

@ ZHEERER  Standard stock item



BN > v—1—F Stype(Sharp corner)

EBANEED CBANE

IBME 1-74v7 RUNE Yv-71-F wuofise SHREE I8#ME 1-74v7 RUNE yv-71-F yuofiise  SHREE

[RVIVI2S-2.5D 4 [RVVI4S-2.5D 4
7IPREVOS)L 2HABEDSI17 7IPREVO=ILARAEERD ST

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

e NN

= =
S —— — ] %% S ———— 8
2457 APMX T APMX
Yy—1—F LF Yv—F1—F LF
LIST9702 RS Code B{i[(Unitymm  LIST9704 B (Unit):mm
Code LF DCON | Stock Price(¥) Code LF 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 6.3 2,610 RVM4025S5-2.5D 25 6.3 3,220
RVM2030S-2.5D 30 75 2,980 RVM4030S-2.5D 30 75 3,330
RVM2035S-2.5D 35 8.8 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 RVM4045S5-2.5D 45 113 6 7,280
RVM2050S-2.5D 50 125 3,220 RVM4050S-2.5D 50 125 3,890
50 50
RVM2055S5-2.5D 55 138 5,600 RVM4055S5-2.5D 55 138 8,010
[ J [ J
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 RVMA4140S-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

@ 1ZHEAEBER Standard stock item
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Standard Cutting Conditions

PI7REVOZ)L2BAEDRDGI 17

AquaREVO Mills Two Flutes 1.5D G type

— S s A& FEm f f =~ MHAEE ) =—mpo
[y e 1 ANSE WA WA ATV Fovan | WEZULER
) SS/S-C/FC- | SCM/NAK/HPM SKD11 SUS304/5US316 Ti-6Al-4V
Workmaterat Sg;gé;ﬁ};éilet Heatmtlr(;yatsetgcslteet Haitrérecmaetg%tset;ld Hardened Steel Hardened Steel Stainless Steel T:\t“;ﬂﬁﬁﬁn’l’\xﬁgy Aluminum Alloy
150~250HB | 25~35HRC | 35~45HRC | 45~55HRC | 55~60HRC
SR B | RUEE DR | XUEE | OEN XUEE | OES | XUEE | ORR XJEE | ORM XUEE | DES | XUEE DR | XEE
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 1100 31850 850 25500 480 19000 200 17500 160 12740 60 31700 650 TR
2 19100| 1100 15900 850 12730 480 10400 230 11150, 280 = 7960 90 |15900 650 Roughing
4 9550 1100 7960 850 | 6370 480 | 5500 230 6370 400 @ 4780 110 | 7950 650 3
6 6370 1100 5300 850 | 4240 480 | 4200 230 4240 400 | 3180 130 | 5300 650 ‘m(
8 5000 1100 4200 850 | 3600 480 | 3200 230 3180 400 & 2390 130 | 3980 650 ae |
EET 10 4100 1000 | 3500 720 | 2900 480 | 2500 200 2550 400 | 1910 130 | 3180 650
Side Milling 12 3180 770 2800 600 | 2120 420 | 1800 150 2120 350 | 1320 100 | 2650 650 BT
16 2000 600 | 1900 450 | 1400 300 | 1300 125 1590 270 800/ 85 | 1980 650 Finishing
20 1500 450 1430 350 | 1050 240 900 90 | pymac-15D | 1110 200 630 75 | 1590 650 Té{
e ap 1.5DC (UHRGITAT 1.5DC
e +vyY15VK1.5D) 0.2DC =
epth of Cu ae 0.2DC(MAX 1.0mm) 0.02DC LTl (MAX T .0mmy  0-02DC 0.1DC
1 31850 530 25500 330 20700 250 | 7500 | 55 wpaseuse 112740/ 60 | 6370 18 19000| 150 —
2 15900 530 12730 330 10350 250 4500 | 70  (FourFlutesisD | 7960 85 | 3980 27 & 9500 150 | o roughing
4 7960 530 6370 330 5170 250 3980 130 | CUPeCENd 4Ze0 150 | 2390 39 | 4800 150 @
6 5300 530 4240 330 | 3450 250 | 2650 130 3180 150 | 1590 44 | 3200 150 —
. 8 3980 530 3180 330 | 2590 250 | 1990 130 2390 150 | 1200 44 | 2400 150 bC
'f;ﬂ]v%g 10 3180 490 2550 290 | 2070 230 | 1590 130 1910 150 950/ 46 | 1900 150 T
12 2530 430 2120 250 | 1670 200 | 1320 130 1460 130 660 34 | 1600 150 Finishing
16 1890 330 1350 170 | 1100 140 | 900 90 1000 100 400/ 21 | 1200] 150 | &y 3. K
20 1430 250 950 130 780 100 | 550 55 800 80 310 17 950 150 :"---::FB
aks S, ap 1DC(MAX 10mm) 0.2DC 0.5DC 0.2DC (MA):'?gmm) Al
EIHISRFCFIRDIER Attention on using the cutting condition tables

1) RELIIIZTSIehICIE. BID S BFEEDE V- TV T — 2 ALK IS L,

2) RSANMIDBERFT7—TO—ZERALTIREE W,

3) AN (45~55HRO) ZNT I DHBER>RSA NI TI 7 — T O—ZEAL TS,

4) BEANFE(55~60HRC) DI LISHEERLFE e RVMAG-1.5D(AAGT 1 FH vy 15 VR1.5D) 2 ALK IEE L,
5) AF VLA MAGE. F5VEEZNLTTIBERITYNTINILTEE,

6) YUWH'RET BB 5 LROEEHER)REZRUEGT TN IVAGFBE FIFTTEALEE L,

RVM2G-2.5D / RVM2S-2.5D

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) Itis not recommended for processing hardened steel (55 to 60 HRC).
Please use RVMA4G-1.5D ( Four Flutes G type Gashland).
5) Use in wet condition in case of Stainless, Nickel Alloy, Titanium Alloy.
6) When chattering occurs, reduce the rotation and feed rate, or reduce the depth of cut.

PI7REVOZIL2BAEEDGI(T/SI17

AquaREVO Mills Two Flutes 2.5D G type / S type

— RS =k SAEH

WEE/A%  BEE pang |~ DA
A SS/S-C/FC- | SCM/NAK/HPM
ORI ] G || popsee | Hetyrestsasienl | argenea see
150~250HB 25~35HRC 35~45HRC 45~55HRC
sz RN | RURE OEN | EURE OER RORE | ORR | XUEE
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed
min mm/min min mm/min min mm/min min mm/min
1 38200 750 31850 540 25500 320 17500 130
2 19100 750 15900 540 12730 320 | 9550 150
4 9550 750 7960 540 | 6370 320 & 4780 150
6 6370 750 5300 540 | 4240 320 3180 150
8 4800 750 3980 540 | 3180 320 & 2390 150
10 3820 600 3180 480 | 2550 320 & 1910 130
AET 12 3180 570 2650 420 | 2120 280 | 1460 100
Side Milling 16 1790 400 @ 1790 300 | 1190 200 | 1100 100
20 1430 300 1430 230 | 950 160 | 880 60
T 20C
o | Roughin ®145%% 0.02DC
et ghing | ge 0.1DC(MAX 1.0mm) R
#EFHT AP 2DC
Finishing  |ge 0.05DC(MAX 0.3mm) 0.01DC
1 31850| 530 |25500| 330 |20700 250 | 7500 55
2 15900 530 12730 330 10350 250 | 4500 70
4 7960 530 6370 330 | 5170 250 | 3980 130
6 5300 530 4240 330 | 3450 250 | 2650 130
8 3980 530 3180 330 | 2590 250 & 1990 130
. 10 3180 490 2550 290 | 2070 230 | 1590 130
f?flg 12 2530 430 2120 250 | 1670 200 & 1320 130
16 1890 330 1350 170 | 1100 140 | 900 90
20 1430 250 950 130 | 780 100 | 550 55
- BT . lap 1DC(MAX 10mm) 0.2DC
PPN ¢t bipT @p 1.5DC
Finishing [ ae 0.02DCIUF
EIHIRECFIRDER

1) RELIIIZTSIeICE. BID S BREEDF V- TV S —Z TR IS L,

2) RSANMINBERFTF—TO—ZERALTIREE W,

3) AN (45~55HRC) ZM LTI BBBIERSA NI TI7— T O—ZEAL TR,

4) BEANSE (55~60HRC) DANTIFHERLEFE Ao RVMAG-2.5D (4KH G517 FrwvYaS5U/R2.5D) ZT AL,
5) A7 VUM M#EE. FIVERZNT I REEE VTV TINIULTZE W,

6) VUWH'RET BB 5. LROBEHEREEZRUEGT TN IVAGEE FIFTTEAIEE L,

7) S94 FTENIZTSHBEIF K EEZ20%CLTREE L,

f == MHAEGE ) ==mpe
BEANG ATV AH Fouae WEZOLEE
SKD11 SUS304/5US316 | Ti-6AL-4V

Nickel Alloy

Hardened Steel Stainless Steel Aluminum Alloy

Titanium Alloy

55~60HRC
B | EUEE | EEN | RUEE | OEM REE | RS | EUEE
Rotation Feed Rotation Feed Rotation Feed Rotation Feed
min mm/min min- mm/min min-' mm/min min-' mm/min
17500/ 70 12740 50 31700 650
11150/ 150 7960 80 15900 650 T
6370 250 @ 4780 105 | 7950 650 Roughing
4240 250 | 3180 120 | 5300 650 ‘{
3180 250 | 2390 120 | 3980 650 ©
2550 250 | 1910 120 | 3180 650 &
2120 250 | 1320 90 | 2650 650
1590 200 800 60 | 1980 650 e
1110 150 630 55 1590 650 Finishing
2DC 1.5DC t]'
0.1DC ©
R}{QQ;S;ED MAX 1.0mmy|  202PC eieE ae
FpwY25UR2.5D) 2DC 1.5DC
%2!$m<f53b‘ 0.05DC 0.01DC 0.1DC
RUiGoen 112740 60 | 6370, 18 19000 150
fourlies20 | 7960 85 3980 27 | 9500 150 T
4780 150 | 2390 39 | 4800 150 @ & Reughing
3180 150 | 1590 44 | 3200 150
2390 150 | 1200 44 | 2400 150 —
1910, 150 = 950 46 | 1900 150 be
1460 130 660 34 | 1600 150 )
1000/ 100 | 400 21 | 1200 150 = fLEPAT
800 80 310 17 950 150 & oag K
1DC s
0.5DC 0.2DC v T —n
1.5DC IS =]
0.02DCIUTF

Attention on using the cutting condition tables
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 60 HRC)
Please use RVMA4G-2.5D(Four Flutes 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%.




PI7REVOZIL ABAEDRDGI 17

AquaREVO Mills Four Flutes 1.5D G type

— ARSI (=E ] S f f =~ MHEE | 5),=—mpa
[y e 1 ANSE BANSE BRANSE AT VU Fo o | WEZOLER
) SS/S-C/FC- SCM/NAK/HPM SKD11 SUS304/5US316 Ti-6AL-4V
{orkaterat Stcr.:crcég{v?:ss;tel Hoat hoy e et | Meat treated Steel | Hardened steel Hardened Steel Stainless Steel T"\t‘;,‘jﬁﬁn’ﬁﬂﬁgy Aluminum Alloy
150~250HB | 25~35HRC | 35~45HRC | 45~55HRC | 55~60HRC
ng O EVERE | O XVEE | DG | EXUEE | OEY XUERE | OEY XURE QY | XVEE | OEH  XUERE | DY | XUERE
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 2200 31850 1600 25500 1100 19000 500 17500 45 20000 450 12740 110 31700 1300
2 19100 2200 15900 1600 12730 1100 10400 600 9550, 50 (11150 500 7960/ 180 15900 1300
4 9550 2200 7960 1600 6370 1100 5500 850 5970, 70 6370 650 4780 220 7950 1300
6 6370 2200 | 5300 1600 4240 1100 @ 4200 850 4000, 70 4240 650 3180 260 5300 1300
8 5000 2200 4200 1600 3600 1100 3200 850 2980, 70 3180, 650 2390, 260 3980 1300
LNz 10 4100 1800 3500 1400 2900 960 2500 670 2390/ 60 2550/ 650 1910 260 3180 1300
Side Milling 12 3180 1550 2800 1300 2120 800 1800 540 1990 50 2120, 650 1320 200 2650 1300
16 2000/ 1200 | 1900, 900 1400 600 1300 500 1390 45 1590 450 800 130 1980 1300
20 1500/ 900 | 1430 600 1050 450 900 400 1110 35 1110 350 630 115 1590 1300
TABE ap . 1.5DC
145 0.03DC 0.2DC
Depth of Cut e 0.2DC(MAX 2.0mm) gmut Yoone 0.01DC (MAX 2.0mm) 0.02DC 0.1DC
1 31850 1060 25500 660 20700 500 | 7500 110 12740 120 6370/ 32 25500 400
2 15900 1060 12730 660 10350 500 | 4500 | 140 7960 170 3980/ 48 12700 400
4 7960 1060 6370 660 5170 500 | 3980 260 4780 300 2390, 76 6400 400
6 5300 1060 4240 660 3450 500 | 2650 260 3180/ 300 1590 82 4250 400
N 8 3980 1060 3180 660 2590/ 500 1990 | 260 - 2390, 300 1200 82 3200 400
BUL 10 3180 970 | 2550 600 2070 400 1590 | 260  JERLFEA 14910 300 | 950 66 = 2550 400
12 2530 850 2120 500 1670 350 @ 1320 260 1460 260 660 58 2120 400
16 1890, 660 | 1350 340 1100 280 900 | 180 1000 200 400 49 1600, 400
20 1430, 500 950 260 780 200 550 | 110 800 160 310 44 1270 400
e ap 1DC(MAX 10mm) 0.2DC 0.5DC 020C e
EIHISR G CFIRDER Attention on using the cutting condition tables

1) RELIIIETS eI, BID S BREEDE V- IV S —Z ALK IS L,

2) RSAMIDBERFTF7—TO—ZERALTILE W,

3) AN (45~55HRO) ZNT I BB ERRSA NI TI 7 — T O—ZFERAL TS,

4) AN (55~60HRC) DML HERLFE Ao

5) AF VLA MAGE. FIVEEENLITIBERITYNTIILTIEE L,

6) VU RET BB 5 LROBEHEREEZRUEGT TN VIVAGBE FFTTEAIEE L,

RVMA4G-2.5D / RVM4S-2.5D

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) Itis not recommended for processing hardened steel (55 to 60 HRC).

5) Use in wet condition in case of Stainless, Nickel Alloy, Titanium Alloy.

6) When chattering occurs, reduce the rotation and feed rate, or reduce the depth of cut.

PI7REVOZIL AN EEDGI (T /SI1T

AquaREVO Mills Four Flutes 2.5D G type / S type

— A5 S Gl SAEH . i — MHAESE ) =—mpe
R e 1 ANSE BEANER WEANER AT VLA Fovan | WEZULER
i) SS/S5-C/FC- SCM/NAK/HPM SKD11 SUS304/5U5316 Ti-6Al-4V
Workmaterat Sgggégn;?g%eefl Heat oy Steel (ot | Meat treated Stecl | iardened Steel | Hardened Steel Stainless Steel A ALYy | Aluminum Alloy
150~250HB | 25~35HRC | 35~45HRC | 45~55HRC | 55~60HRC
sz OEH XVERE OEH XVERE | DR | XVEE | OEH  XUEE | OBH XUEE OEH XUEE | DEH | EUERE | ORH  XUERE
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 20000 100 (12740 100 31700 1300
2 19100 1500 15900 1080 12730 640 9550 400 9550/ 50 11150 210 7960 160 15900 1300
4 9550 1500 @ 7960 1080 6370 640 5970/ 530 5970, 70 6370 350 4780, 210 7950 1300
6 6370 1500 | 5300 1080 @ 4240 640 4000 530 4000/ 70 4240, 350 3180, 240 5300 1300
8 4800 1500 @ 3980 1080 3180 640 2980 530 2980, 70 3180 350 2390 240 3980 1300
10 3820| 1200 @ 3180| 960 2550| 640 2390 450 2390/ 60 2550 350 1910 240 3180 1300
fAlENT 12 3180 1140 2650 840 | 2120 560 1990 380 1990 50 2120| 350 1320 180 2650| 1300
etz Ml 16 1790 800 1790 600 | 1190| 400 1390 350 1390 45 1590 300 800| 120 1980 1300
20 1430 600 14304 460 950 320 1110 280 1110 35 1110, 220 630 110 1590 1300
- 2DC 1.5DC 2DC 1.5DC
T #1457 0.03DC 0.2DC
gg,p%hg;a ghing | ae 0.2DC(MAX 1.0mm) sramrooioe 901PC |t ommy  0-020C 0.1DC
#EFNT | 3P 2DC HREULEEA 2DC 1.5DC
Finishing (e 0.05DC(MAX 0.3mm) 0.01DC Not recommended 0.05DC 0.01DC 0.1DC
1 31850 1060 25500 660 20700 500 7500 110 12740 120 6370 32 25500, 400
2 15900| 1060 12730 660 10350 500 4500, 140 7960 170 3980 48 12700 400
4 7960 1060 6370 660 5170 500 3980 260 4780 300 2390 76 6400 400
6 5300| 1060 @ 4240 660 | 3450 500 2650| 260 3180, 300 1590 82 4250 400
8 3980 1060 3180 660 | 2590 500 & 1990 260 2390 300 @ 1200 82 | 3200 400
g 10 3180 970 | 2550 600 2070 400 1590 260 ’ 1910 300 950 66 2550 400
A 12 2530 850 2120 500 1670 350 | 1320 260 ,JERUEEA 460 260 | 660 58 | 2120 400
16 1890 660 1350 340 1100| 280 900 180 1000 200 400 49 1600, 400
20 1430 500 950 260 780 200 550 110 800 160 310 44 1270, 400
- BT ap 1DC(MAX 10mm) 0.2DC 0.5DC 0.2DC (MA)E ?gmm)
Depthof Cut | 44 T |@P 1.5DC 1.5DC
Finishing | ge 0.02DCIUTF 0.02DCIUTF
PIHISRECFIFDER Attention on using the cutting condition tables

1) REUN I TSI, BN & SREE DB V- IV S — & TEALKEE L,

2) RSANIDBEFI7—TO—ZERLTIRE L.

3) AN (45~55HRO) 2N T I 2B ERNSA NI TI7—TO—ZFERAL TS L,

4) EANIH(55~60HRC)DHITICRVMAS-2.5D (48F ST4A T Yv—TF0—F) [FHERULFE .
RVMAG-2.5D (48H GI4A T FrvyaSUR) Z#TERKREE WV LRELGBNTIFRLF B A

5) A7 VLA M#AEE. FI VAR ENT I RBER>VTYRTINIULT T W,

6) UUWHRET ZBEE. LRODEHEXVREZFCESTTIF N IAHBZETIFTTREAEE L.

7) STA T TENTZTIHBEF EVREZE30%ICLTIRE 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 RVM4S-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%.
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