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AquaREVO Mills for Stainless Steel
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The new series of "AquaREVO Mills for Stainless Steel" are available
Overwhelmy chip evacuation and cooling performance leads high efficiency milling and long tool life
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Newly developed flute design "Air Flutes" (PAT.P)
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Reducing contact of chips on flute
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Improved chip evacuation
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Cutting force reduction
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Improve cooling effect by coolant
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Reducing the heat on the cutting edge
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Product Info
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Movie Link
Features of AqQuaREVO Mills for Stainless Steel
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High quality, high efficiency
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Achieves a stable machined surface, without scratches from chip biting, even in high speed or feed range

m
;
-

ik I3 A I+ SEZ LEEL

Comparison of chip biting frequency
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Comparison of surface
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Feed per teeth(mm/t) Cutting Speed with no chip biting
512:910 #HI+F:SUS304 EHAHE ap10mm BRI BT R : STAZM/ C(HSK63) SRR KB
Diameter Work Material Depth of Cut Cutting Method: Grooving Machine: Vertical M/C Cutting Fluid: Water-soluble

AN Long tool life
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Long tool life by, Excellent chip evacuation, reduced cutting force and heat, less chipping and wear
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Comparison of rake face wear
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Comparison of rake face wear (After28m)
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BIEIR (M) Cutting length (m)
5HE:1010 BIHIRRE : 80m/min(2,550min) UliAH & ap10mm fERAAR : STARZM/ C (HSK63)
Diameter Cutting Speed Depth of Cut Machine: Vertical M/C
#ZHIA:SUS304 EWIRE :410mm/min(0.04mm/t) BRI BT SRR : KE M
Work Material Feed Speed Cutting Method: Grooving Cutting Fluid: Water-soluble
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Applicable Work Materials
AT VLA
Stainless Steel —EERE | TUN—RVH
N ——— Tig® M#ASE BRERE REH BEANGE FIWEZULER
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Austenitic Martensitic Precipitation Titanium Alloy Nickel Alloy Structural Steel | Pre-Hardened Steel | Hardened Steel | Aluminum Alloy
Stainless Steel Ferritic Hardening Carbon Steel Heat treated Steel
Stainless Steel Stainless Steel Alloy Steel Mold Steel
U3304 U420 SUS630 TheALaY | Inconel718  S450/950C 2045 4= AC
SUS316 SUS430 HRC HRC ADC
SCM/SCr
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O: B8 Excellent  O: #EH Good
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AquaREVO Mills for Stainless Steel Four Flutes 2.5D G type Code OAL DCONMS stock Price(¥)

RVMSUS4030G-2.5D 3.0 7.5 45 6,200
) RVMSUS4040G-2.5D 4.0 10.0 6 6,500
RVMSUS4050G-2.5D 5.0 12.5 50 6,900
RVMSUS4060G-2.5D 6.0 15.0 7,500
RVMSUS4080G-2.5D 8.0 20.0 60 8 o 10,200
%) 2 RVMSUS4100G-2.5D @ 10.0 25.0 70 10 14,000
D ~ - - T "o
= RVMSUS4120G-2.5D | 12.0 30.0 75 12 17,300
5 APMX RVMSUS4160G-2.5D @ 16.0 40.0 90 16 37,300
FpyvasvR ©OAL RVMSUS4200G-2.5D  20.0 50.0 100 @ 20 54,200
@ 1ZHEAEER Standard stock item
It _ e _
Guideline of remaining corner B4iZ(Unit):mm DC tolerance BT (Unit):mm
2 = [
& DC k m & DC Sross
3 0.15 0.03 Eﬁi Above L‘,{—F Up to Tolerance
6 0.2 0.04 3 0~-0.015
10 0.3 005 3 12 0~-0.020
3 W £z 20 0.3 0.05 12 0~-0.030
HAEYHISRAR
Standard Cutting Conditions m
AT YUAM stainless steel - 7’U_/\—|*“V§m
F—2AFFARE | WIFUHANR LR Tias® ME#SE Y =p= SHEM ZIEZULEE
o ATV JTI51h % i 425
Work Material SUS304/5US316 | SUS420/SUS430 SUS630 Ti-6AL4V $S/5-C/FC- scm/scr AC/ADC
Precipitation Structural Steel Pre-Hardened Steel
s || eSS Hardening Titanium Alloy Nickel Alloy Carbon Steel Alloy Steel Heat treated Steel. | Aluminum Alloy
150~250HB ~250HB 20~45HRC
nez B EVRE DEH  XVERE | O EVRE | DR XVRE DEH  XURE DR OXVERE DR EVERE | DR GRURE | DEH | OXUERE
Dia. of Mill Rotation Feed 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 min mm/min
3 12700 1200 12700 1200 {12700 840 | 8500 680 | 6400 @ 220 13800 1500 13800 1100 10600 640 12700 1300
4 9600 1200 | 9600 1200 | 9600 840 | 6400 720 | 4800 230 /10400 1500 10400 1200 | 8000 640 9600/ 1300
5 7600 1200 | 7600 1200 | 7600 840 | 5100 750 | 3800 260 8300 1500 | 8300 1300 6400 640 8600 1300
6 6400 1200 | 6400 1200 | 6400 840 | 4300 800 | 3200 260 6900 1500 | 6900 1300 5300 640 7200/ 1300
RIENT 8 4800 1200 | 4800| 1200 = 4800 840 3200 800 2400 260 | 5200 1500 | 5200 1300 4000 640 6000 1300
SERRIE 10 3800 1200 3800 1200 | 3800 840 2600 | 650 | 1900 | 260 = 4100 1300 | 4100 1300 3200 640 | 4800 1300
12 2900 1100 | 2900 1100 2900 770 | 2100 600 K 1600 | 230 3500 1300 | 3500 1300 2700 580 4300 1300
16 2100, 790 | 2100 790 2100 550 | 1600 500 | 1200 | 170 2600 1100 | 2600 1100 | 2000| 540 3400/ 1300
20 1600 760 1600 760 1600 530 @ 1300 460 960 130 2100/ 1100 | 2100 1100 1600 510 2900 1300
— AT ap 2.5DC 2.5DC 2.5DC 2.5DC 2.5DC
8  gpamm Roughne ae 0.2DC 0.2DC 0.05DC 0.2DC 0.1DC
ae Depthof Ut 4 pigpp | AP 2.5DC 2.5DC 2.5DC 2.5DC 2.5DC
Finishing | ge 0.05DC 0.05DC 0.01DC 0.05DC 0.1DC
3 10600 420 10600 430 10600 300 | 6400 | 360 6400 130 10600/ 1100 9600 660 8000 460 12700 400
4 7200 450 7200, 500 | 7200 350 K 4800 380 | 4800 130 8000 1100 | 7200 660 6400/ 500 9600, 400
5 5100/ 480 | 5100 560 5100 390 3800 380 3800 130 | 6400/ 1100 | 5700/ 660 5100 500 @ 8600 400
SEMT 6 4300 480 | 3700 600 | 3700 420 | 3200 | 410 | 3200 150 5300 1100 | 4800 730 4300/ 500 7200 400
Grooving 8 3200 480 2800 600 2800 420 | 2400 410 | 2400 | 150 4000 1100 | 3600 730 3200 500 6000 400
10 2600, 410 | 2200 500 2200 350 | 1900 330 | 1900 | 130 3200, 970 | 2900 730 2600 400 4800 400
12 2000, 380 1900 500 1900 350 | 1600 300 K 1600 | 120 2500 920 | 2400 730 2100/ 350 4300 400
& 16 1200, 320 | 1400/ 380 1400 260 | 1200 260 | 1000 90 1900 660 1800 630  1500| 330 3400 400
20 800 270 1100 350 1100 240 960 220 720 70 1400 630 1400 600  1200| 320 2900 400
koc || MR ap 1.0DC 1.0DC 0.5DC 1.0DC 1.0DC
IHIREGTFIADER Attention on using the cutting condition tables
1) f@brcﬂﬂl’éfifﬂtm(:lg\m”'li@ﬁ%*%g@%h\&m?'m)llg—’E:‘fEﬁfl<r£'§L\o ;)’ B%E :jﬂg'j’tcvt((‘%‘gd”gg;hggzg [C)‘Qgtg\(y*?é‘i h’s\lgfgl Alloy, Titanium Alloy, Aluminum Alloy
2) AFYLR ISR, FIVER. PILS O LERENT T BHEEDTYNTHILTRE L, 3) For diy machining, with work materials other than 2) above, please Use an aif blow.
3) LEED2)LADEEIF TRSA I TSNZBER L7 —TO— 2T AT L 4) If you want to reduce the surface roughness in finishing, please apply lower feed.
5) When chattering occurs, reduce the rotation and feed rate, or reduce the depth of cut.
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5) BUOUHRET 2BE(E. LRODGHER)REZRCEISTTF 2N AHBETFTIRALEE L

NACH]
HRatt Nk

www.nachi-fujikoshi.co.jp

it Tel:03-5568-5111  Fax:03-5568-5206  EIS#RBXEEIE1-9-2 WEBERLEILIZF 1050021
BWEERF  Tel076-4235111  Fax:076-493-5211  EFMR#AE1-1-1 7930-8511

REAZHT Tel:03-5568-5285 Fax:03-5568-5293 DA Tel:052-769-6816  Fax:052-769-6828 #WFFBIER  Tel:03-5568-5190 Fax:03-5568-5195
ALEEEERAR  Tel:011-782-0006  Fax:011-782-0033 BERE Tel:053-454-4160  Fax:053-454-4845 WFFEE  Tel03-6252-3677 Fax:03-6252-3678
WS Tel0237-71-0321  Fax:0237-72-5212 JrEsE Tel:076-425-8013  Fax:076-492-4319 ®WFFEE  Tel:052-769-6911 Fax:052-769-6913
BEEEM Tel:024-991-4511 Fax:024-935-1450 [is|=p -z Tel:06-7178-5101 Fax:06-7178-5110 HWFFikE  Tel:076-424-3991 Fax:076-492-4319
JLREEEE  Tel0276-46-7511  Fax:0276-46-4599 HENERE Tel082-568-7460  Fax:082-568-7465 ®FFEE  Tel06-7178-2200 Fax:06-7178-2201
{EINZEAF  Tel.0268-28-7863  Fax:0268-21-1185 FUNSEIE Tel:092-441-2505  Fax:092-471-6600
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@The designs, specifications and / or dimensions are subject to change without notice. @Unauthorized reproduction of catalog contain is strictly forbidden.
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