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MSMHZD
3 flute MSTAR slotting end mill (M)

Efficient plunging and slotting !
Great reduction of slotting time
by original cross-section
and cutting edge geometry.
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Features

Features

Mstar End Mill

Evolved
three flute design!

Abundant lineup.

Cutting edges form

• Abundant lineup from Dia.1mm to 20mm.

• Lineup of 26 size in total.

End cutting edge

New slot design

Slotting

Smooth chip flow due to
big chip pocket at plunging.

Conventional

Big chip pocket

High rigidity and smooth chip flow is realized. 

A chip flow
is smooth

Wide relief
width

High rigidity

Big care dia

High rigidity

Conventional

chip flow

Machining Example 1
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Competitor A Competitor B Competitor C

End mill

Work material

Revolution

Feed rate

Cutting method

Plunging 300mm/min

Slotting 720mm/min

Air blow

yCutting conditions
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Machining Example 2

Slotting

Plunging without step

Slotting

Plunging with step

Conventional 2 flute

0 40sec 1min 2min

Great reduction of
slotting time!

Processing
end

End mill

Work material

Revolution

Feed rate

Cutting method

Plunging 300mm/min

Slotting 720mm/min

Air blow

Breakage

Chipping

Breakage

yCutting conditions

3 flute MSTAR slotting end mill (M)

Slotting

Processing
time

5 times!
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Slotting, Medium, 3 flute

The single end mill for both plunging and slotting.

Unit : mm

Order Number

MSTAR END MILLS
      D1<12

12<D1

Type1

Type2

Type3

* Expand

*
*

Expand

Type

Dia. Length of
Cut

Overall
Length

Shank Dia. No. of
Flute

a : Inventory maintained.
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D D

MSTAR END MILLS

1) The above table shows for standard milling.

2) In slotting, plunging, cutting stainless steels,

 please use water-soluble cutting fluid.

3) We recommend the use of coolant e.g. emulsion or water soluble

 in slotting, plunging and cutting stainless steels.
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D:Dia.

Carbon steel, 

Alloy steel
(─30HRC)

AISI 1049, SCM, SS

Hardened steel
(30─45HRC)

AISI H13

Stainless steel

AISI 304, AISI316

Titanium alloy 
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Feed rate
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Feed rate
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Carbon steel, 

Alloy steel
(─30HRC)

AISI 1049, SCM, SS

Hardened steel
(30─45HRC)

AISI H13

Stainless steel

AISI 304, AISI316

Titanium alloy 
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Depth of

cut

D:Dia.
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Work

material

Depth of

cut

D:Dia.
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Side milling

Plunging

Slotting

<0.2D (D>&3)

<0.1D (D<&3)

<0.2D (D>&3)

<0.1D (D<&3)
<1.5D <1D (D>&2)

<0.5D (D<&2)

<0.5D (D>&2)

<0.2D (D<&2)

<1D (D>&2)

<0.5D (D<&2)

<0.5D (D>&2)

<0.2D (D<&2)

<1.5D


