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END MILL SERIES WITH MULTIPLE INTERNAL 
THROUGH COOLANT HOLES FOR HIGH EFFICIENCY 
MACHINING OF DIFFICULT-TO-CUT MATERIALS
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VQ6MHVCH

VQ6MHVRBCH

DC 10 – 20mm

End mill, medium cut length,  
6 flute, irregular helix flutes,  
with multiple internal through coolant holes

DC 10 – 20mm
RE 0.5 – 4mm

Corner radius end mill, medium cut length,  
6 flute, irregular helix flutes,  
with multiple internal through coolant holes

COOLSTAR SERIES
EFFECTIVE FOR MACHINING TITANIUM AND 
STAINLESS STEEL COMPONENTS

MULTIPLE INTERNAL COOLANT HOLES

COATING TECHNOLOGY

The multiple internal through coolant hole system is 
effective for improved welding resistance.
The spiral arrangement of the coolant holes enables a wide 
range of machining applications.
Especially suitable for machining difficult-to-cut materials, 
and offers a stable and secure machining process.

Smooth surface technology  
"ZERO-µ Surface"

Newly developed  
(Al, Cr)N group coating

Super-fine-particle,  
super-hard substrate material
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VQ6MHVCH

DC APMX LF DCON

VQ6MHVCHD1000 10 22 70 10 6 1

VQ6MHVCHD1200 12 26 75 12 6 1

VQ6MHVCHD1600 16 32 90 16 6 1

VQ6MHVCHD2000 20 38 100 20 6 1

DC≤12 DC>12
 0
- 0.020

 0
- 0.030

DCON=10 DCON=12 DCON=16 DCON=20
 0
- 0.009

 0
- 0.011

 0
- 0.011

 0
- 0.013

VQ6MHVRBCH

DC RE APMX LF DCON

VQ6MHVRBCHD1000R050 10 0.5 22 70 10 6 1

VQ6MHVRBCHD1000R100 10 1 22 70 10 6 1

VQ6MHVRBCHD1200R050 12 0.5 26 75 12 6 1

VQ6MHVRBCHD1200R100 12 1 26 75 12 6 1

VQ6MHVRBCHD1600R100 16 1 32 90 16 6 1

VQ6MHVRBCHD1600R300 16 3 32 90 16 6 1

VQ6MHVRBCHD1600R400 16 4 32 90 16 6 1

VQ6MHVRBCHD2000R100 20 1 38 100 20 6 1

VQ6MHVRBCHD2000R300 20 3 38 100 20 6 1

VQ6MHVRBCHD2000R400 20 4 38 100 20 6 1

0.5≤RE≤4

±0.015

DC≤12 DC>12
 0
- 0.020

 0
- 0.030

DCON=10 DCON=12 DCON=16 DCON=20
 0
- 0.009

 0
- 0.011

 0
- 0.011

 0
- 0.013
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www.mitsubishicarbide.com  |  www.mmc-hardmetal.com

GERMANY
MMC HARTMETALL GMBH 
Comeniusstr. 2  .  40670 Meerbusch 
Phone + 49 2159 91890  .  Fax + 49 2159 918966  
Email admin@mmchg.de

U.K.
MMC HARDMETAL U.K. LTD.  
Mitsubishi House  .  Galena Close  .  Tamworth  .  Staffs. B77 4AS 
Phone + 44 1827 312312  .  Fax + 44 1827 312314  
Email sales@mitsubishicarbide.co.uk 

SPAIN
MITSUBISHI MATERIALS ESPAÑA, S.A.  
Calle Emperador 2  .  46136 Museros / Valencia 
Phone + 34 96 1441711  .  Fax + 34 96 1443786  
Email mme@mmevalencia.com

FRANCE
MMC METAL FRANCE S.A.R.L. 
6, Rue Jacques Monod  .  91400 Orsay 
Phone + 33 1 69 35 53 53  .  Fax + 33 1 69 35 53 50  
Email mmfsales@mmc-metal-france.fr

POLAND
MMC HARDMETAL POLAND SP. Z O.O 
Al. Armii Krajowej 61  .  50 - 541 Wroclaw 
Phone + 48 71335 1620  .  Fax + 48 71335 1621  
Email sales@mitsubishicarbide.com.pl

RUSSIA
MMC HARDMETAL RUSSIA OOO LTD.  
Electrozavodskaya Str. 24  .  build. 3 107023  Moscow 
Phone + 7 495 7255885  .  Fax + 7 495 9813979  
Email info@mmc-carbide.ru

ITALY
MMC ITALIA S.R.L.  
Via Montefeltro 6 / A  .  20156 Milano 
Phone + 39 0293 77031  .  Fax + 39 0293 589093  
Email info@mmc-italia.it

TURKEY
MMC HARTMETALL GMBH ALMANYA - İZMİR MERKEZ ŞUBESİ 
Adalet Mahallesi Anadolu Caddesi No: 41-1  .  15001 35580 
Bayraklı / İzmir 
Phone + 90 232 5015000  .  Fax + 90 232 5015007
Email   info@mmchg.com.tr

M S

DC n
(min-1)

Vf
(mm/min)

n
(min-1)

Vf
(mm/min)

10 4800 2000 1300 260
12 4000 2000 1100 230
16 3000 1600 800 180
20 2400 1400 640 150

0.5 DC – 1.5 DC 0.5 DC – 1.5 DC

M

DC n
(min-1)

Vf
(mm/min)

10 4800 1400
12 4000 1200
16 3000 1100
20 2400 900

0.5 DC – 1.5 DC

≤0.12 DC ≤0.05 DC
≤0.12 DC

≤1.5 DC
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l Austenitic Stainless Steel 
(<200HB), Titanium Alloy

DIN X5CrNi189,  
DIN X5CrNiMo1810, Ti-6Al-4V

Heat Resistant Alloys

Inconel 718

RECOMMENDED CUTTING CONDITIONS

1. If the depth of cut is shallow, the revolution and feed rate can be increased.
2. The irregular helix flute end mill has a larger effect on controlling vibration when compared to standard end mills.  

However, if the rigidity of the machine or the workpiece installation is very low, then vibration can occur.  
In this case, please reduce the revolution and feed rate proportionately.

Shoulder Milling Trochoidal Milling
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l Austenitic Stainless Steel 
(<200HB), Titanium Alloy

DIN X5CrNi189,  
DIN X5CrNiMo1810, Ti-6Al-4V

Order Code: B247E 
Published: 2017.09 (3.1 DP), Printed in Germany


