
M89

M

M
ill

in
g

◆ How to Use MEY Effectively

■ Drilling Depth [Standard / Long Head / Long Shank: C50 (S50C)]
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•   Tools with 1mm larger cutting diameter than shank diameter 
are available.
High wall shouldering is possible

•   Lineup 

Endmilling

φd 

φD 

(ød+1mm: Cutting Dia.)

(Shank dia.) No 

interference

•   Ramping angle is recommended to be under 8°.
•   Plunge depth per revolution of helical milling should be set under 

1/2 of the tool diameter.
Use compressed air during machining.

■ Helical Milling Factors

Ramping / Helical Milling

π×φDS 

α 

øD (Cutting Dia.)

øDL (Machining Dia.)

øDS (Tool Center's Movement Dia.)
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Under 8

(α should be under 8°)

How to Find “øDS”

øDS=øDL-øD

H=×øDS×tanα

How to Find “h”
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