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End Mill Series for Aluminium

AL2D-2 AL2D-2DLC ALZ345 ALB225
AL3D-2 AL3D-2DLC ALZ345-DLC ALB225-DLC

AL4D-2 AL4AD-2DLC AL3D-345
AL5D-2 AL5D-2DLC AL-3LS
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Aluminium Alloy
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Reducing chattering and burr by specialized cutting edge design for aluminium.
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List of end mill series for machining Aluminium
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2-flute end mill for Aluminium. L/D=2~5.

Reducing chattering and burr by specialized cutting edge design for aluminium.
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Aluminium Alloy
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2-Flute Square End Mill for Aluminium
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AL2D-2
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£ 38 /X
Total 38 sizes

$ 0.5~ ¢ 12

L/D=3 3 BHRC/ >3-

AL3D-2
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Total 14 sizes
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2-Flute Square End Mill for Aluminium

L/ D=4 4EIRC/>3-N

ALAD-2
o ——— . )

1~ 12 £214Y54X

Total 14 sizes
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214 94X

Total 14 sizes
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¥ Slotting is not recommend.
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Features

Feature ﬁg :l*
1 Shape
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Minimized chattering even with sharp cutting edge

A AR TIN TR O U ) $iREh 2

NTEAOREVWI-—FHPEEFREFTOLRELVLEMNIZRELET,

With a special cutting edge, chatter vibration during machining is
suppressed.Achieves stable machining even in corner with heavy

machining loads and high-speed conditions.

MERELLER

Performance

4

AL3D-2 5{EH
AL3D-2 O. D. Cutting edge

- $#&HEl%t © A5052

Work Material Z)JEO:EE:SE*-:DE ﬁﬂy Uhj.JDI {:EJ:(??JDI
cJ—5S2 N AGEIEETERR C oughing inishing
Coolant :Water-soluble fluid =
- DT 1 X BEALE ALSD-2 ¢6
12.5 X 35 X 30 mm
Machined size @E%ﬂ [min]
Spindle speed 12,000
X ERE [mm/min]
Feed = 800
thAHE
apXae [mm] 30 X 0.6 | 30 x 0.06
Depth of cut

AL5D-2 fih 5
Other Tool Brand
I l I i
A S
UUYGL UUYRE
No chattering Chattering

AL5D-2

fhst 5

Other Tool Brand

B e

UUYBL UUYRE
No chattering Chattering

ALSD-2DETHIERE 340m/min ~ 360m/minDIELEWVEEICE W T 2RESE T, MIEFOAREVI—FEPEREMt

THRELEMIZRRELET .

AL5D-2 realized no chattering within a wide range cutting speed,

40m/min~360m/min, achieved stable machining even at high cutting load corner part and high speed condition.



AL2D-2
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size ¢ 0.5~ ¢ 12 WC
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2-Flute L/D=2 End Mill for Aluminium

£38H1X

Total 38 sizes

AL2D-2DLC

DLCO—7+>7 PAINTRA2KAAEIRIVRIN £22414X

DLC COATING 2-Flute L/D=2 End Mill for Aluminium

H12

size ¢ 0.5~ ¢ 12

DLC

Total 22 sizes

AL2D-2
AL2D-2DLC

IHISRIFSZE R Recommended Milling Conditions

o
l/
© | msa 4 m O ||
% A L= o Ry ory -
w IV L TINZZUAGE HE7INIZU A
L/ h‘ \’ L/ h’ ’ W *fﬁ,:“? ial Aluminium Aluminium Alloy Aluminium Cast
oric ateria A1070 A2017-A5052-A7075 AC8C
@ $ ) IR
cutti ey 340m/min 270m/min 380m/min 300m/min 280m/min 200m/min
utting Speed
g e . o r . fIE & fIE B fIE %
[=x=] N \ < [=Y=] - { - i fc Side Milling Slotting Side Milling Slotting Side Milling Slotting
P s P s B oo | s | S | sow | Sl | s
! ° . ‘ ° . Dia. O§cE | XWERE | O | XWERE | O | XWRE | O | XWERE | O |XVUERE | O | XEE
‘ ‘ Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
: ‘ : ! min” | mm/min| min" [ mm/min| min" | mm/min| min" [ mm/min|[ min" | mm/min| min" | mm/min
O ALY —X(F. HOWBIEHTHRE LIBRERN L ZXR, ® NS TOOL MENEEMNSWDLC O—F7 1 7 =B L. REEINIIC
® X '.\/\07 1_7\/2‘5@&7’5%_@”% 2 {%259{70 BLTLET, B . . B 0.5 20,000 400 | 20,000 200 | 20,000 400 | 20,000 300 20,000 400 20,000 300
: f/LISs:ezrlteg ;’r??rltlez;:i?igsgtizliotlyeaar?grggggfélégzggiﬁlfglprgénce. @ Adopted NS TOOL original DLC COATING that suitable for long time machining. 1 20,000 700 20,000 400 20,000 700 20,000 400 20,000 700 20,000 400
1.5 20,000 800 | 20,000 500 | 20,000 800 | 20,000 500 20,000 800 20,000 500
HRHIFE work Matera A work Wateral 2 20,000 | 1,000 | 20,000 | 600 | 20,000 | 1,000 | 20,000 | 600 | 20,000 | 1,000 | 20,000 | 600
TWIZULER N il N i 0 TWIZULER N i 15iiE 0
Aluminium Alloy Copper Resin Aluminium Alloy Copper Resin 2.5 20,000 | 1,200 | 20,000 700 | 20,000 | 1,200 | 20,000 700 20,000 | 1,200 20,000 700
B [ - fiit& : F1 B [E - A& : 1
o o O Unit [Sée “mm/ rl:eTaiTPrice : JE] © O o Unit [sée “mm /rF:-lent’]aﬁPnce : Ev] 3 20,000 | 1,300 | 20,000 800 | 20,000 | 1,500 | 20,000 900 | 20,000 | 1,500 20,000 800
J—RNo. |(DZE|()FE| (1)EA | dyr78 | (DER | ZHEMHE J—RNo. |DSR|(QO)AR| (MEA | V78| (LR | EHEmE 4 20,000 | 1,500 | 20,000 900 | 20,000 | 1,700 | 20,000 | 1,100 20,000 | 1,700 15,900 800
Code No. Dia. Length of Cut | NeckTaper Angle | Shank Dia. | Overall Length | Retail Price Code No. Dia. Length of Cut | NeckTaper Angle | Shank Dia. | Overall Length | Retail Price
5 20,000 | 1,700 17,200 900 | 20,000 | 2,000 19,100 | 1,300 17,800 | 1,700 12,700 800
010063190050, 0.5 ! £ 4 45 A 01-00661-00050| 0.5 ! N 4 45 4,800 6 18,000 | 1,800 14,300 900 | 20,000 | 2,200 15,900 | 1,300 14,900 | 1,700 10,600 800
01-00631-00060| 0.6 1.2 9° 4 45 4,800 01-00661-00060| 0.6 1.2 9° 4 45 5,900 : g : : d d d d d ’
01-00631-00070| 0.7 1.4 9° 4 45 4,800 01-00661-00070| 0.7 1.4 g° 4 45 5,900 7 15,500 | 1,800 12,300 900 17,300 | 2,300 13,600 | 1,300 12,700 | 1,700 9,100 800
1- 1- g . ° o
212222122222 8 3 1 S go 3 jg 3’288 01-00661-00080| 0.8 1.6 9 4 45 5,900 8 13,500 | 1,800 | 10,700 | 1,000 | 15,700 | 2,400 | 11,900 | 1,300 | 11,100 | 1,800 8,000 | 800
01-00631-00100] 1 2 9° 4 | 45 | 3,000 glgg::gg:’zg ‘1)'9 ;-8 30 ;‘ jg ;"388 9 12,000 | 1,800 | 9,600 | 1,000 | 13400 | 2,400 | 10600 | 1,300 | 9,900 1,800 | 7,700| 800
01-00631-00110| 1.1 2.2 9° 4 45 4,800 . . J
! ° 10 10,800 | 1,800 8,600 | 1,000 12,100 | 2,400 9,600 | 1,300 8,900 | 1,800 6,400 800
01-00631-00120| 1.2 2.4 9° 4 45 4,800  01-00661-00150] 1.5 3 9 4 45 3,700
01-00631-00130| 1.3 26 9° 4 45 4,800 01-00661-00200| 2 4 9° 4 45 3,700 11 9,800 | 1,900 7,800 | 1,000 11,000 | 2,500 8,700 | 1,300 8,100 | 1,800 5,800 800
01-00631-00140| 1.4 2.8 9° 4 45 4,800  01-00661-00250| 2.5 5 9° 4 45 4,800 12 9,000 | 2,000 | 7200| 1,700 | 10,100 | 2,500 | 8,000 | 1,400 [ 7,400 | 1,800 | 5300 | 900
01-00631-00150| 1.5 3 9° 4 45 3,000 01-00661-00300| 3 6 9° 6 50 5,100
01-00631-00160| 1.6 3.2 9: 4 45 4,800 01-00661-00350| 3.5 7 9° 6 50 6,200 {BIE Side Milling 3 Slotting
omormm 17 |24 5|4 s 14800 mrwer] 4 | 5| 5 | & | 50| 5000 Lo o
- E . . ' B | o N = — A
01-00631-00190 1.9 3.8 9° 4 45 4,800 01-00661-00450] 4.5 e 90 6 EE 6,800 Dw%‘f‘f ) i 15D D
0120063100200 2 7 9 7 5 3000  01-00661-00500) 5 10 9 6 55 5,700 epth of Cu o
01-00631-00210| 2.1 42 9° 2 45 5,600  (01:00661-00550) 5.5 11 9° 6 55 7,000 A
01-00631-00220| 2.2 4.4 9° 4 45 5600 010066100600 6 12 - 6 55 5,900
01-00631-00230| 2.3 4.6 9° 4 45 5,600 01-00661-00700 | 7 14 9° 8 70 | 11,200 (D: 444 Dia.)
T T o2 os00  oneeakol B |16 - | 8 | 70 |11.200 %1 BENERYEER. BUHSTEEL TR,
010063100260 2.8 =5 = 4 =T %00 01-00661-00900| 9 18 9 10 /5 | 14,400 (E#HOERE % 20,0008 F THEAT 3BE6EBECHEL TEEV.)
01-00531-00270 2'7 54 9° 7 45 5'600 01-00661-01000| 10 20 - 10 75 | 14,400 X2 . F v I AN SBBEDE VY EERAL TSV,
01_00631_00280 2'8 5.6 5 4 e 51600 01-00661-01100 | 11 22 9° 12 80 | 21,000 K3 =TV, ST F vy IICEVIRE). FEEEENRETIESETHIERGEEEL T ET 0,
s 29 | o8 9 c s [ Sgop  01-00661-01200] 12 24 - 12 80 [ 21,000 &g = H4 ABEDRIBO CEAEHROL T
. . . ' = AL2D-2DLC SVE (D) EIERLT<Ax 0  #(1)IBEETT. Notes % 1 Adjust bo.th the.splndle speed and feed at the same rate: . .
01-00631-00300| 3 6 9 6 50 4,200 How o Orde? When you order, indicate AL2D-2DLC (D). (7 is eferance value, (When using spindle speed 20,000 or more, the same adjustment is required.)
01-00631-00350| 3.5 7 9° 6 50 5,100 % 2 Use a rigid and precise machine and chuck holder.
01-00631-00400| 4 8 9° 6 50 4,300 %3 Aldjust millingdconditions when vibration and abnormal sounds occur according to the rigidity of the machine and the chuck holder, or work
o clamping condition.
01-00631-00450 4.5 9 9 6 55 5,600 % 4 Water-soluble fluid is recommended.
01-00631-00500| 5 10 9° 6 55 4,700
01-00631-00550| 5.5 11 9° 6 55 5,800
01-00631-00600 6 12 = 6 55 5,000
01-00631-00700 7 14 9° 8 70 9,200
01-00631-00800| 8 16 — 8 70 9,200
01-00631-00900| 9 18 9° 10 75 12,000
01-00631-01000| 10 20 - 10 75 12,000
01-00631-01100| 11 22 9° 12 80 17,500
01-00631-01200| 12 24 = 12 80 17,500

AL2D-2 542 (D) ZHER UL T IEE L,
When you order, indicate AL2D-2 (D).

H(T)IFBEETT .

3#(7) is reference value.

*—9 =73k
How to Order

6 7



AL3D-2

AL3D-2 s 1~012 we WAL3D-2DLC 7%, , ., ., DLC AL3D-2DLC

FISHITRA2KAMEHIRI>RIIL 2149142 DLCO—71>7 ZLINMIRA2KAMBIRIVRIN £14 41X
2-Flute L/D=3 End Mill for Aluminium Total 14 sizes DLC COATING 2-Flute L/D=3 End Mill for Aluminium Total 14 sizes

45° i'
e [\ 4 M e AN 90"4
] a " FIZZIA FILIZILE FETIIZIL
L/ h‘ \’ L/ h’ ’ #iHl }Aluminium )Aluminium AHI:cI>y ﬁ/—tnfninium Cast

IHISRIFSZE R Recommended Milling Conditions

Dz 300m/min 220m/min 330m/min 240m/min 250m/min 160m/min
utting Speed
. oy . . oy ) fIE & fIE & FIE i
[=x=] N \ < [=Y=] fc Side Milling Slotting Side Milling Slotting Side Milling Slotting
{Dﬁ% N N e B @U% S  — N 5 = — — — - \ - ‘ - ,
j ° . © ‘ © . © Dia. OlEREy | XVWERE | OEEH | XVRERE | O | XVDRE | O |XDRE | O XDRE | 08 | XWDRE
‘ ‘ Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
L L
‘ ‘ min® [ mm/min|{ min" [ mm/min| min" | mm/min| min" | mm/min| min" | mm/min| min" | mm/min
O ALY —RF. HEWBIRHCRE UERERNT 2=, @ NS TOOL MBEOBEEMNELDLC O—F7 1 >/ =RAL. RE™NT
©® BLVEETRE bf:ﬂﬂ?@*%fi‘bf%‘é;\_ %EDDI’G%U‘U‘U = 0o (CELTLET. _E h . ” . N 1 20,000 400 | 20,000 300 20,000 400 | 20,000 300 20,000 400 | 20,000 300
H Ei’iﬁ%?é%}iﬂf? ot Tt o o e i S chattering occurs even during. 00 e S TOOLeriginal DLE COATING thatsuitable forlong time machining. 15 20,000 | 500 | 20,000 | 400 | 20000| 500 | 20,000 400 | 20000| 500 | 20,000 400
igh speed cutting.
2 20,000 600 | 20,000 400 20,000 600 | 20,000 400 20,000 600 | 20,000 400
BB viork ateril B workaterl 25 20,000 [ 700 | 20,000 | 500 | 20,000| 700 | 20,000 | 500 | 20,000 700 | 20,000 | 500
TVIZULES N i N HiRE 0 TNz LGS N i) N TiRE 0
Aluminium Alloy Copper Resin Aluminium Alloy Copper Resin 3 20,000 900 | 20,000 600 20,000 900 | 20,000 600 20,000 900 | 17,000 500
© @) O i1 [ : mm / fiits : ) @) O O &4 [5% : mm / {55 1 [
Unit [Size : mm / Retail Price : JPY] Unit [Size : mm / Retail Price : JPY] 4 20,000 | 1,000 | 17,500 700 20,000 | 1,000 | 19,000 750 20,000 | 1,000 | 13,000 500
J—RNo. |(D)FHE|(Q)FIR| (r)EA |(dyr/78 | (V2R | REMS d—RNo. |DMZE|(QOFAR| (7)EA |07 | (LDER | EEME 5 19,000 | 1,000 | 14,000 700 20,000 | 1,200 | 15,500 750 16,000 | 1,000 | 10,000 500
Code No. Dia. Length of Cut | NeckTaper Angle | Shank Dia. | Overall Length | Retail Price Code No. Dia. Length of Cut | NeckTaper Angle | Shank Dia. | Overall Length | Retail Price
6 16,000 | 1,100 | 11,500 700 17,500 | 1,400 | 12,500 750 13,500 | 1,000 8,500 500
01-00632-00100 1 3 9° 4 45 4,800 01-00635-00100 1 3 9° 4 45 5,900
7 13,500 | 1,700 | 10,000 750 15,000 | 1,500 | 11,000 800 11,500 | 1,100 7,300 500
01-00632-00150 1.5 4.5 9° 4 45 4,800 01-00635-00150 1.5 4.5 9° 4 45 5,900
01-00632-00200 2 6 9° 4 45 4,300 01-00635-00200 5 6 9° 4 45 5,900 8 12,000 | 1,100 8,800 750 13,000 | 1,600 9,600 800 9,900 | 1,200 6,400 500
01-00632-00250 2.5 7.5 9° 4 45 4,800 01-00635-00250 2.5 7.5 9° 4 45 5,900 9 11,000 | 1,100 7,800 | 750 11,700 | 1,600 8,500 | 800 8,800 | 1,200 5,700 | 500
01-00632-00300 3 9 9° 6 50 6,200 01-00635-00300 3 9 9° 6 50 7,500 10 9,600 | 1,100 7,000 800 10,500 | 1,700 7,600 850 8,000 | 1,300 5,100 550
a00032;000 0 I S IR = E R N = e 2l Jtt 1 8,700 | 1,700 | 6400| 800 | 9,600| 1,700 | 6900| 850 | 7,200 1,300 | 4600| 550
010063200500 > 1> e 6 > 0800 010063500500 > 1> > ° > 8,300 12 8,000 | 1,200 800 800 8,800 | 1,700 6,400 900 6,600 | 1,300 4,200 600
01-00632-00600 6 18 - 6 60 7,200 01-00635-00600 6 18 - 6 60 8,600 ! ! > ! ! ! ’ ! !
01-00632-00700 7 21 9° 8 70 11,600 01-00635-00700 7 21 9° 8 70 13,900
01-00632-00800 8 24 - 8 70 11,600 01-00635-00800 8 24 = 8 70 13,900 . - . )
{BIE Side Milling & Slotting
01-00632-00900 9 27 9° 10 75 14,500 01-00635-00900 9 27 9° 10 75 17,500 0.2D B D o
01-00632-01000| 10 30 - 10 75 | 14,500  01-00635-01000| 10 30 - 10 75 | 17,500 TARE — _ 1
01-00632-01100| 11 33 9° 12 90 | 20,000  01-00635-01100| 11 33 9° 12 90 | 24,000 Depth of Cut 1.5D 1D
01-00632-01200| 12 36 - 12 90 20,000 01-00635-01200| 12 36 - 12 90 24,000 / {‘
AL3D-2 542 (D) 28R LT IEE L, (1) IBEBETT, *—5—FiE AL3D-2DLC #E (D) ZIERLTLEZE WL, ¥(7)FBEETT .
How to Order When you order, indicate AL3D-2 (D). #%(7)is reference value. How to Order When you order, indicate AL3D-2DLC (D). #%(7) is reference value.

(D: 444 pia.)

¥ O oxV) FEF. BUEIGTHRELTLES L,
(EHOEH % 20,0000 £ TERAT HEOEKICHEL TIES L)
2. Ty VMO S BEDELZERL TS,
%3 T—T0MR. =T F vy TICEVIRE). FLEERENEET IBEFVHIRHEEEL TSV,

T 4 KBIEIHIRO R E BB LET,
Notes % 1 Adjust both spindle speed and feed at the same rate.

(When using spindle speed 20,000 or more, the same adjustment is required.)

% 2 Use a rigid and precise machine and chuck holder.

% 3 Adjust milling conditions when vibration and abnormal sounds occur by the conditions of the machine, chuck holder and work
clamping.

% 4 Water-soluble fluid is recommended.




. AL4D-2
AL4D-2 e 9 1~012 WC AL4D-2DLC

ZILSINITA2MIAMEIRIRIIL 2144142
2-Flute L/D=4 End Mill for Aluminium Total 14 sizes

AL4D-2DLC 7%, , . ,q, DLC

DLCO—71>7 FAINIA2EIMEIRIVRIN £1441X
DLC COATING 2-Flute L/D=4 End Mill for Aluminium Total 14 sizes

. e

IHISRIFSZE R Recommended Milling Conditions

s,ide
m TINIZIA TIZIZILEG HET7INIZ VLA
L/ \’ W ifﬁ,:”? rial Aluminium Aluminium Alloy Aluminium Cast
oricMateria A1070 A2017-A5052-A7075 AC8C
NS 3 '
J
~- IR
¢ UJEIJ’EE 190m/min 280m/min 150m/min
utting Speed
o syt o ey {RIE {RIE {RIE
o T O o r O - G . T . a1
oot < oo < Side Milling Side Milling Side Milling
TR e P dreooT - : - : - : \
° ° © © Dia [Ol#5%% XV EE ClEREL RV EE [ClEREL XKV EE
g ‘ L ‘ 1a. Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
L | L |
min”' mm/min min”' mm/min min’' mm/min
@ BLVER TRE LCNTEEENMESN. @RI TEOU Z il @ NS TOOLMENOEEMUHNSWLDLCO—T 1 > 7 =AU
@ It exhibits stable excellent surface on a wide area and no chattering occurs even during ERENTICELTVED, 1 20,000 220 20,000 220 20,000 220
high speed cutting. @ Adopted NS TOOL original DLC COATING that suitable for long time machining.
1.5 20,000 270 20,000 270 20,000 320
2 20,000 320 20,000 320 20,000 340
WEIEE Work Material WWEIE Work Material
FITIREE | = " - PISTOREE | & . o 2.5 20,000 430 20,000 430 18,500 400
Aluminium Alloy Copper Resin Aluminium Alloy Copper Resin 3 20,000 570 20,000 570 1 5[000 520
(@) O O B [ - mm / @4 : FE] (@) O O B [HE ¢ mm / @4 : ]
Unit [Size : mm / Retail Price : JPY] Unit [Size : mm / Retail Price : JPY] 4 1 5’500 650 20,000 840 ‘I 1,500 520
J—RNo. |(D)%HE|(Q)IR| (7B |dyr78 | DR | FREME J—RNo. |(DHE|()IR| (T)EAE |d¥178 | (DER | FEMEE 5 12,000 840 17,500 900 9,100 520
Code No. Dia. Length of Cut | NeckTeperAngle | Shank Dia. | OverallLength | Retail Price Code No. Dia. Length of Cut | NeckTaperAngle | Shank Dia. | Overall Length | Retail Price
6 10,200 840 14,500 1,050 7,700 520
01-00633-00100 1 4 9° 4 50 6,300 01-00663-00100 1 4 9° 4 50 7,600
01-00633-00150 1.5 6 9° 4 50 6,300 01-00663-00150 1.5 6 9° 4 50 7,600 / 8,800 840 12,600 1150 6,600 >80
01-00633-00200| 2 8 9° 4 50 6,300  01-00663-00200| 2 8 9° 4 50 7,600 8 7,700 840 11,000 1,150 5,800 650
01-00633-00250 2.5 10 9° 4 50 6,300 01-00663-00250 215 10 9° 4 50 7,600 9 6,800 900 9,700 1,300 5,200 720
01-00633-00300 3 12 9° 6 55 7,700 01-00663-00300 3 12 9° 6 55 9,200 10 6,100 9200 8,300 1,300 4,600 720
01-00633-00400 4 16 9° 6 60 8,000 01-00663-00400 4 16 9° 6 60 9,700
11 5,500 980 8,000 1,450 4,200 720
01-00633-00500 5 20 9° 6 65 8,600 01-00663-00500 5 20 9° 6 65 10,300
010063300600 6 | 24 - 6 75 | 9,600 010066300600 6 | 24 - 6 75 | 11,600 2 2,400 110 029 U0 Sty ey
01-00633-00700 7 28 9° 8 90 14,500 01-00663-00700 7 28 9° 8 90 17,500 I ] . 0.1D
01-00633-00800] 8 | 32 - 8 90 | 14,500  o01-0066300800] 8 | 32 - 8 90 | 17,500 AU side Miling -
01-00633-00900 9 36 9° 10 100 19,800 01-00663-00900 9 36 9° 10 100 | 23,800 hAAE \
01-00633-01000| 10 40 - 10 100 | 19,800  01-00663-01000| 10 40 = 10 100 | 23,800 25771 0@ D v 4b
01-00633-01100 11 44 9° 12 110 25,100 01-00663-01100 11 44 9° 12 110 30,100 -
01-00633-01200 12 48 - 12 110 25,100 01-00663-01200 12 48 - 12 110 30,100 s
*—9 =73k AL4D-2 S1E (D) ZHBRL TS L. ¥ (T7)FBEETT. AL4D-2DLC HZ (D) ZHRL TSV ¥ (7)IBEETT. (D:444% Dia.)
How to Order When you order, indicate AL4D-2 (D). #%(7) is reference value. How to Order When you order, indicate AL4D-2DLC (D). #%(7)is reference value.
#1 DI EXR)REEG. BLEIEGTHRELTIIZS0,
(FEOERE %z 20,000@%L - TERT BHEDEERICHERE L TIZE L)
X2 His. Fr v JEREDOHBBEDBVIZFERAL TS,
3 T—T0HE. -7 F vy IICRUIRE). FFEBSHRETDIESFVBIERHEEZEBELTIEI 0,
e = #4 JBUYEIED CEREHREHLUET,
Notes ¥ 1 Adjust both spindle speed and feed at the same rate.
(When using spindle speed 20,000 or more, the same adjustment is required.)
% 2 Use a rigid and precise machine and chuck holder.
% 3 Adjust milling conditions when vibration and abnormal sounds occur by the conditions of the machine, chuck holder and work clamping.
% 4 Water-soluble fluid is recommended.
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. AL5D-2
AL5D-2 e 9 1~012 WC AL5D-2DLC

ZILSINITA2MASBIRIRIIL 2144142
2-Flute L/D=5 End Mill for Aluminium Total 14 sizes

AL5SD-2DLC 7%, , . ,q, DLC

DLCO—71>7 FUINIA2EASEIRIVRIN £1441X
DLC COATING 2-Flute L/D=5 End Mill for Aluminium Total 14 sizes

45° M

[\
m TIVIZI L TIIZIALG HET7INIZUA
L/ \’ il Aluminium Aluminium Alloy Aluminium Cast

IHISRIFSZE R Recommended Milling Conditions

Work Material A1070 A2017-A5052-A7075 AC8C
1
m J MRS - - i
Custi > 160m/min 230m/min 120m/min
utting Speed
o oy o . I fIE fIE
og*m 2 og M 2 Side Milling Side Milling Side Milling
5 — 1k sl — 1k % & . — . — . :
° © ° © Dia [Ol#5%% XV EE ClEREL RV EE [ClEREL XKV EE
g ‘ L ‘ 1a. Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
L L |
min mm/min min’' mm/min min’' mm/min
O ALY —R(F. HEWBIRHTRE LERERNT 2=, @ NS TOOL HMBEOBEEMNBLDLC -7 1 7= HRA L. RIE™NIC
@ BLVERTRE LI ITEREENESN. BRILITEUUW BLTOLET, 1 20,000 200 20,000 200 20,000 200
730 @ Adopted NS TOOL original DLC COATING that suitable for long time machining.
@ AlL-series realized a stable and high efficient machining. 1.5 20,000 250 20,000 250 20,000 300
@ It exhibits stable excellent surface on a wide area and no chattering
occurs even during high speed cutting. 2 20,000 300 20[000 300 1 9,000 300
WEIEE Work Material WWEIE Work Material
2. 2 4 2 4 1
FIRT9LEE | ® N FE o 7IR9LER |\ ® N ®E o > 0.000 00 0,000 00 >:300 300
Aluminium Alloy Copper Resin Aluminium Alloy Copper Resin 3 1 7,000 450 20,000 450 1 2,700 400
[®) @) O B [5% : mm / {45 : ) [® O O 84 [5% : mm / {58 : [
Unit [Size : mm / Retail Price : JPY] Unit [Size : mm / Retail Price : JPY] 4 1 2’700 500 1 8,000 700 9,600 400
J—RNo. |(D)%HE|(Q)IR| (7B |dyr78 | DR | FREME J—RNo. |(DHE|()IR| (7)EA |d¥78 | (DR | FEMEE 5 10,000 650 14,600 700 7,600 400
Code No. Dia. Length of Cut | NeckTeperAngle | Shank Dia. | OverallLength | Retail Price Code No. Dia. Lengthof Cut | NeckTaperAngle | Shank Dia. | Overall Length | Retail Price
6 8,500 650 12,000 800 6,400 400
01-00634-00100 1 5 9° 4 50 7,800  01-00664-00100 1 5 9° 4 50 9,300
01-00634-00150 1.5 7.5 9° 4 50 7,800 01-00664-00150 1.5 7.5 9° 4 50 9,300 / 7,300 650 10,500 900 >.500 430
01-00634-00200| 2 10 9° 4 50 7,800  01-00664-00200| 2 10 9° 4 50 9,300 8 6,400 650 9,100 900 4,800 500
01-00634-00250 2.5 12.5 9° 4 50 7,800 01-00664-00250 2.5 12.5 9° 4 50 9,300 9 5,700 700 8,100 1,000 4,300 550
01-00634-00400 4 20 9° 6 60 9,600 01-00664-00400 4 20 9° 6 60 | 11,600
11 4,600 750 6,700 1,100 3,500 550
01-00634-00500 5 25 9° 6 65 10,100 01-00664-00500 5 25 9° 6 65 12,200
01-00634-00600] 6 | 30 - 6 75 | 11,900  01-00664-00600] 6 | 30 - 6 75 | 14,300 12 4300 800 6,100 1,100 3,200 600
01-00634-00700 7 35 9° 8 90 17,600 01-00664-00700 7 35 9° 8 90 | 21,100
{BIE Side Milling 0.1D
01-00634-00800 8 40 - 8 90 17,600 01-00664-00800 8 40 - 8 90 21,100 >
01-00634-00900 9 45 9° 10 100 | 24,900 01-00664-00900 9 45 9° 10 100 | 29,800 hAAE \
01-00634-01000 10 50 - 10 | 100 |[24900  01-00664-01000] 10 50 B 10 | 100 | 29,800 25771 0@ D , °P
01-00634-01100 11 55 9° 12 110 30,000 01-00664-01100 11 55 9° 12 110 36,100 -
01-00634-01200 12 60 - 12 110 30,000 01-00664-01200 12 60 - 12 110 36,100 s
oy s ALSD-2 #ME D) BHERL T EEL. (7)) FEEETT, ALSD-2DLC $#HE (D) ZIERL T EE L. (1) BEETT. (D:5H Dia)
How to Order When you order, indicate AL5D-2 (D). #%(7) is reference value. How to Order When you order, indicate AL5D-2DLC (D). #%(7)is reference value.
¥ DR EX ) RE G BUAEGTHAELTIES L,
(FEOERE %z 20,000@%L - TERT BHEDEERICHERE L TIZE L)
X2 His. Fr v JEREDOHBBEDBVIZFERAL TS,
3 T—T0HE. -7 F vy IICRUIRE). FFEBSHRETDIESFVBIERHEEZEBELTIEI 0,
e = #4 JBUYEIED CEREHREHLUET,
Notes ¥ 1 Adjust both spindle speed and feed at the same rate.
(When using spindle speed 20,000 or more, the same adjustment is required.)
% 2 Use a rigid and precise machine and chuck holder.
% 3 Adjust milling conditions when vibration and abnormal sounds occur by the conditions of the machine, chuck holder and work clamping.
% 4 Water-soluble fluid is recommended.
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7LIEE N

Aluminium Alloy

7IWINITAINAER NI 1T
ZRIAH D SBENTADERFN LA TIEE

3-flute high helix angle for Aluminium.
Continuous machining from plunging to slotting.

ZILIHSERIVRIIIIKA 1.5 BIR ST o . P s
I-Jligh effici;?cﬁal-smute End Mill for Aluminium L/D=1.5 X Feazture i Iv—"ITvITHUUSRKHRLIRIK
ALZ345 ¢ 1 —_~ ¢ 1 2 2124 A4 X Shape Minimized chattering even with sharp cutting edge

Total 124 sizes

G AFR TINITPOU T WIRE ZHH. NIEFOXEVI—FBOrEERFGH TERELVNIZRELE T,
Chatter vibration during machining can be suppressed with a special cutting edge design.
Achieves stable machining even at heavy loads corner part and high-speed conditions.

. [V
élssle

£17 94X

Total 17 sizes

EIARITT

Full Cutting Length Type

e
Sﬁ\ ———————————————————

7L ZRASBEERIVRILIKI 1.5 BIR (DLC A—F1>7)

DLC COATING high efficient 3-Flute End Mill for Aluminium L/D=1.5

ALZ345-DLC ¢1~9¢12

ao>7xy 79147

Long Neck Type

ALZ345 fthtt 5
Other Tool Brand
1 > I—F L EFEOIRE

In-corner surface after finishing

ALZ345 SAEH
ALZ345 O. D. Cutting edge

C Feat AR . = - [EEnE
DLC 45 S 2 T DR B [ e S i =
& o —— [\ | 3 Shape Core thickness design with improved chip evacuation
LSRN — < [ ot | Fce [Plunge
, e N = =
e i ————
ip removal amount in case of @ 6mm depth grooving A5052
-~ =k ~ >~ hwd @ﬁfﬁ ST UJU <.aw
7ILZHAREERIVRI)L 3 KA 3 BIR minf] | SRR | mems || BEE
High efficient 3-Flute End Mill for Aluminium L/D=3 o s Feed | Retailprice | ™eni
9 'lj'/l’x“ removal
~
AI—3D-345 ¢ 1 ¢ 12 Total 9 sizes
45 Aer? 12,500 750 6,500 27
A AN
?e ﬂ)t Face | Plunge
% < > ALZ345
oex1g | 16600 | 25001 6500 1 90
4%5 Features
TR BABDSEINTIERRT ENMR PITESBUT  wachining case
1 Shape Bottom cutting edge shape realizes plunging to grooving . 3HI41 : AS052 1—FETE
7ILSAITA 2 MR 24EFE AL2D-2 £V 1.5 fE0m% R | Work Material Poccee” UUUHRELEEA
Achieves 1.5 times higher feed than the 2-flute AL2D-2 type for aluminium. « J—S > N AKBEEIER . atthe cornergpart ¢

Coolant : Water-soluble fluid Groove

AR TIHIERMT ST FER ZIL=EE(IIMATRAH L. FHIFTE - Ry MIT - FSNITESRS : 6 9 - UEETHEREN
Plunging on Aluminium alloy with 3-flute, continuous grooving / pocket machining Face HELEEA

Total machining time : 6 min

No step occurred on
shoulder milling

@

PINKTERAL—RICHIHETS
KELGFVTRTYN

14

Large chip disposal pocket A TR
ol
Cutting part o
MITiE ZBAH bird: 00 e ZBHAH FEY) e b0 [llalb
Process Plunging Roughing Finishing Plunging Roughing Finishing Roughing Finishing
AR ALZ345 $10 ALZ345 66 ALZ345 1
[@EREL [min ']
Spindle speed 11,000 20,000 18,600 20,000 20,000
KV ERE
[mm/min] 300 3,000 2,000 400 2,200 1,100 1,100 500
Feed
hAHE
MIGARES (FYYIRMASERESBL TN ap Xae[mm] ap 10 10%3 15%x0.01 ap 5.95 6X%0.05 1%x0.3 1X0.005
Please refer to recommended milling conditions Depth of cut

15



ZILINIICHESWT. K WFEONIIC
ﬂmﬂmnﬂz7>vz7947

3-flute long shank end mill for aluminium for deeper area milling

1J[|I$1§u2 Machining case 2

- #7HEI#1 - A6061
Work Material

« =57 b KBELTEE
Coolant : Water-soluble fluid

e )—JH%14X:200X100 mm

Work size
- ¥eNITESRE : 18 &

Total machining time : 18 min

d6mMmMTH Y BAS

) < THRHE
97.2cm*/min&
EHERLINT 2 RIR,

Realize hlgh efficient machining
with 97.2cm?/min chip removal
capability even for dia. 6mm.

SIRZFEHULEINIICHSWTE.
ESEIRARD OO ZHNFHI U
JI—FHBTERELE
MNIEZERLET,

Special flute design to suppress
chattering and realize stable
machining surface on corners yet
for milling by full length of cut.

ZILINIAO v TIRIII (79— 4>7)  3-Flute Long Shank End Mill for Aluminium

AI—'3 I-S ¢ 5 ~¢ 12 @ 5 'U"I'Z“ Total 5 sizes
- ﬂﬂl

XIBGAKNTIIITAEEA

Not recommend for plunging

#%E Features

AN TBRAL o e e N=H LAY K

Cutting part Peripheral Honeycomb pocket

MIT?E FEX W 0T £ EFT . AU FEER W 0T £ EFIT
Process Roughing Finishing Helical milling Roughing Finishing
EATE

L2t AL3D-345 ¢6

[O#5EY [min”]

Spindle speed 17.500

2843 [mm/min] 3,000 1,000 3,000

Fee ’ ! ’

o= ap 0.14mm (1&d7=1))
ELA#E apxaelmml| 1551 g 18X0.1 | AUAILR= 2.0mm, EEA" 18x1.8 18%0.1

Depth of cut ) )
(1 circle) Helical R=2.0 mm Angle 4°

16

e IR NIIRDEEZRIMCTZHEREEET
1 Shape Optimized flute design to minimize the machining step.

AEimlc CAZHTET. AT Y INIIROBRENR/INCESRETERALELE

Corner-C at flute end effects an accurate side step milling.

CH

Corner-C

ITROERENBILZGL

No step mark after machining.

17



ALZ345 VI e 15 we ALZ345

7LIHASHEIY NI IMI1.5EIR £124 14X 7 IHAEHEIY RI)L3IMI15EIR
High efficient 3-Flute End Mill for Aluminium L/D=1.5 Total 124 sizes High efficient 3-Flute End Mill for Aluminium L/D=1.5
Al
Side Slot Face | Plunge
a— KNo. D)5z (QETE (AR FiZON (d)ETE (r)EA (CPRIL: LeR i
/ Code No. Dia. Under Neck Length Length of Cut Type Neck Dia. Neck Taper Angle Shank Dia. Overall Length Retail Price
TYPE A %%%?;E’JZ 01-00636-00330 3.3 9.9 5 3.15 12° 6 55 9,000 1
BN g - © 01-00636-00340 34 10.2 5.1 3.25 12° 6 55 9,000 1
S& % oS J @ ) : ; I}j = 01-00636-00350| 3.5 10.5 53 3.35 12° 6 55 7,900
2 > s 01-00636-00360| 3.6 10.8 5.4 3.45 12° 6 55 9,000 |
}' i L ‘ 01-00636-00370 3.7 11.1 5.6 3.55 12° 6 55 9,000 1
A T e ‘ 01-00636-00380] 3.8 1.4 5.7 3.65 12° 6 55 9,000 1
e 5 . 01-00636-00390 3.9 11.7 59 375 12° 6 55 9,000 1
=] 0 - - ©
T S m—— R AR A R
MHEREAN =57, - !
e . L] ° 01-00636-00410| 4.1 123 6.2 3.9 12° 6 55 9,500 I
O -ICEFREDY A7 - OV TS w2791 AN 124 4+ RUC | 21 01-00636-00420 4.2 12.6 6.3 4 12° 6 55 9,500 1
o oo g caap oy ieh eficient machining. L : 01-00636-00430| 4.3 12.9 65 4.1 12° 6 55 9,500 |
:legg r?ee\;\jofgE)watjr;]%eervvri]?cgetétnegrtﬁht‘.\?pgSa%?jsfcgng shank type to become 124 sizes. 01-00636-00440 4.4 13.2 6.6 4.2 12° 6 55 9,500 1
01-00636-00450 4.5 13.5 6.8 43 12° 6 55 8,400
01-00636-00460 4.6 13.8 6.9 B 4.4 12° 6 55 9,500 1
01-00636-00470 47 14.1 7.1 45 12° 6 55 9,500 1
BE ok Vot 01-00636-00480 4.8 14.4 7.2 4.6 12° 6 55 9,500 1
TR & e 01-00636-00490 49 14.7 7.4 4.7 12° 6 55 9,500 1
Aluminiom Aoy N copper N Resn O * 01-00636-00500] 5 15 75 48 12° 6 55 7,300
O O @) * 01-00636-00502 5 25 7.5 4.8 12° 6 80 9,200
01-00636-00510 5.1 15.3 7.7 4.9 12° 6 55 10,200 1
01-00636-00520 5.2 15.6 7.8 5 12° 6 55 10,200 1
*ETETHE (> + > 7RI 5mmLED 0 BB S SDE < 0,) 4 [55% 5 mm /@ £ 01-00636-00530) 5.3 159 8 > 12 6 EE 10200 1
Re-griding is available (Overall length must be over 15mm. Please inquire for details) Unit [Size : mm / Retail Price : JPY] 01-00636-00540 5.4 16.2 8.1 5.2 12° 6 55 10,200 1
N - o ) o . 01-00636-00550| 5.5 16.5 8.3 53 12° 6 55 9,100
Ei e L I T I P B Dl I TR e S - I ) 01-00636-00560] 5.6 168 84 5.4 12° 6 55 10200 1
= 01-00636-00570 5.7 171 8.6 55 12° 6 55 10,200 1
01-00636-00100 L 3 1.5 0.95 12 4 45 5100 01-00636-00580 5.8 17.4 8.7 5.6 12° 6 55 10,200 1
01-00636-00102 ! > 15 0.95 ! 2: 4 €0 2,900 01-00636-00590| 5.9 17.7 89 5.7 12° 6 55 10,200 1
01-00636-00110 1.1 3.3 1.7 1.05 1 2o 4 45 7,000 1 * 01-00636-00603 6 — 9 A — — 6 110 10,600
01-00636-00120 1.2 3.6 1.8 1.15 12o 4 45 7,000 1 % 01-00636-00600 6 18 9 58 — 6 60 7600
01-00636-00130 1.3 3.9 2 1.25 12o 4 45 7,000 1 TR 6 30 5 s — 6 30 9,700
01-00636-00140 1.4 4.2 2.1 1.35 1 20 4 45 7,000 1 01-00636-00610 6.1 183 92 59 12° 8 70 15500 1
01-00636-00150 1.5 4.5 2.3 1.45 12 4 45 5,100 01-00636-00620 6.2 186 93 6 12° 3 70 15,500 1
01-00636-00160] 1.6 48 24 1:55 12° 4 45 7000 1 01-00636-00630] 6.3 18.9 95 6.1 12° 8 70 15500 1
01-00636-00170 1.7 5.1 2.6 1.65 12 4 45 7,000 1 01-00636-00640 6.4 19.2 9.6 6.2 12° 8 70 15,500 1
01-00636-00180 1.8 5.4 2.7 1.74 1 2: 4 45 7,000 1 prpTTp— 6.5 195 98 63 12° 8 70 15500 1
01-00636-00190 1.9 5.7 29 1.84 1 20 4 45 7,000 1 01-00636-00660 6.6 19.8 99 6.4 12° 3 70 15,500 1
WLELLEFLEY 2 5 - Lok L = e 2100 01-00636-00670| 6.7 201 10.1 65 12° 8 70 15500 1
01-00636-00202 2 10 3 B 1.94 12° 4 60 5900 01-00636-00680 6.8 20.4 10.2 6.6 12° 8 70 15,500 1
01-00636-00210 2.1 6.3 32 2 ! 2: 4 45 [0 ] 01-00636-00690| 6.9 20.7 10.4 s 6.7 12° 8 70 15500 1
01-00636-00220 2.2 6.6 3.3 2.1 12 4 45 7,000 1 * 01-00636-00700 7 21 105 6.8 12° ) 70 11,200
OLECLEERRIED 22 i EE 2 12° . o Joug | 01-00636-00710] 7.1 213 107 6.9 12° 8 70 15500 1
01-00636-00240 2.4 7.2 3.6 2.3 12° 4 45 7,000 1 01-00636-00720 72 216 108 7 120 ) 70 15,500 1
UL LUy 2.5 75 338 24 12° 4 45 5,100 01-00636-00730 7.3 21.9 11 7.1 12° 8 70 15,500 1
01-00636-00260| 2.6 /.8 39 245 12° 6 25 9,000 1 01-00636-00740] 7.4 222 111 72 12° 8 70 15500 1
DLELLERLE 2 il = = 12° E = J00E | 01-00636-00750] 7.5 225 113 73 12° 8 70 15500 1
01-00636-00280| 2.8 84 4.2 2.65 12° 6 55 9,000 1 01-00636-00760| 7.6 2238 14 74 12° 8 70 15500 1
LUy 2.9 8.7 44 275 12° 6 35 9,000 1 01-00636-00770 7.7 23.1 11.6 7.5 12° 8 70 15,500 1
* 01-00636:00300, 3 EJ 4.5 285 12° 6 25 6,500 01-00636-00780] 7.8 234 117 7.6 12° 8 70 15500 1
* 01-00636-00302 3 15 45 2.85 12° 6 60 7,500
01-00636-00310 3.1 9.3 4.7 295 12° 6 55 9,000 1
01-00636-00320 3.2 9.6 48 3.05 12° 6 55 9,000 1
ALZ345 4112 (D) [XE FE (0] ZERL TS L. FHRADZSE ) ZERL TS0 % (1) FBE[ETT.
How to Order When you order, indicate ALZ345 (D) [x( 1)]. Indicate (L) for Type A #%(7)is reference value.

O 1 DFHE 11 ABFEBHABEE BN FI 55U <IIBEE|DHBFHHRABEVEDLE LS,

@ 1 :Semi-standard Products, please inquire for price and delivery.



ALZ345 ALZ345

T7IWNIHEEERIY R IKRA15EIR Il szt i -
High efficient 3-Flute End Mill for Aluminium L/D=1.5 ISR 1S E ZR Recommended Milling Conditions

K EIETEE (> + > 7E15SmmELEQ S DB HRLEDE S .) S [ < mm / 68 ¢
Re-griding is available (Overall length must be over 15mm. Please inquire for details) Unit [Size : mm / Retail Price : JPY]
3—KNo. OME | (ETE | (O)FIE AR DEFE | (MEE | OvvIE | O2E T b 7IIZT A 7IIZULEE SIS = L
Code No. Dia. Under Neck Length | Length of Cut Type Neck Dia. Neck Taper Angle Shank Dia. Overall Length Retail Price Work Material Aluminium Aluminium Alloy Aluminium Cast
A1070 A2017-A5052-A7075 AC8C
01-00636-00790 7.9 23.7 11.9 B 7.7 12° 8 70 15,500 1 CIELEE
* 01-00636-00803 8 — 12 A - — 8 120 16,800 Cuﬁing’?pted 310m/min 350m/min 230m/min
* 01-00636-00800 8 24 12 7.8 — 8 70 11,200 ERE S~ S~
* 01-00636-00802 8 40 12 7.8 - 8 90 14,500 a5FE | @EM Feed sy Feed sy Feed
01-00636-00810 8.1 24.3 122 7.9 12° 10 75 19,700 1 b B | under spindlespecd | gz # g |SPindleseeed | zmiAg # g |SPindlespeed | zmiag & fBIE
01-00636-00820 8.2 24.6 123 3 12° 10 75 19.700 1 Dia. L’;lggth Plunging Slotting Side Milling Plunging Slotting Side Milling Plunging Slotting Side Milling
01-00636-00830 8.3 24.9 12.5 8.1 120 10 75 19,700 1 min’’ mm/min min’’ mm/min min’’ mm/min
01-00636-00840 8.4 25.2 12.6 8.2 12° 10 75 19,700 1 1 3 20,000 200 600 1,100 20,000 200 600 1,100 | 20,000 150 600 1,100
01-00636-00850 8.5 25.5 12.8 8.3 12° 10 75 19,700 1 5] 16,000 160 500 900 16,000 160 500 900 16,000 120 500 900
01-00636-00860| 8.6 25.8 129 84 12: 10 75 19,700 1 5 6 | 20,000 | 300 900 | 1,500 | 20,000 | 300 900 | 1,500 | 20,000 | 250 900 | 1,500
01-0063¢-00870| 8.7 26.1 13.1 8.5 12 10 /5 19700 1 10 | 16,000 | 240 800 | 1,200 | 16000 | 240 800 | 1,200 | 16,000 | 200 800 | 1,200
01-00636-00880 S 2ba, 52 8.6 12 10 5 19,700 | 9 20,000 300 1,200 2,000 20,000 300 1,400 2,200 20,000 250 1,200 2,200
01-00636-00890 8.9 26.7 134 B 8.7 12° 10 75 19,700 1 3 ! ! ! ! ! ! ! ! d
* 01-00636-00900 9 27 135 38 120 10 75 14,100 15 16,000 240 1,000 1,600 16,000 240 1,200 1,800 16,000 200 1,000 1,800
01-00636.00910| 9.1 273 137 39 120 10 75 19700 1 4 |12 | 20000 | 300 | 1400 | 2,200 | 20000 | 400 | 1800 | 2,500 | 18300 | 200 | 1400 | 2300
01-00636-00920 9.2 27.6 13.8 9 12° 10 75 19,700 1 20 16,000 240 1,200 1,800 16,000 320 1,500 2,000 14,600 160 1,200 1,900
01-00636-00930 9.3 27.9 14 9.1 12° 10 75 19,700 1 5 15 19,700 300 1,500 2,500 20,000 400 2,200 3,100 14,600 150 1,400 2,100
01-00636-00940 9.4 28.2 14.1 9.2 12° 10 75 19,700 1 25 15,700 240 1,200 2,000 16,000 320 1,800 2,500 11,700 120 1,200 1,700
01-00636-00950| 9.5 28.5 143 9.3 12: 10 75 19,700 1 - | 16500 | 300 | 1,600 | 2,500 | 18,600 | 400 | 2,500 | 3,500 | 12,200 | 150 1,400 | 2,100
T 3'3 ;g-? 13"6‘ g"; 1; 18 ;g 13';88 : 6 | 18 | 16500 | 300 | 1,600 | 2,500 | 18,600 | 400 | 2500 | 3500 | 12,200 | 150 | 1,400 | 2,100
01-00636-00980 98 204 147 96 12° 10 75 19.700 i 30 13,200 240 1,300 2,000 14,800 320 2,000 2,800 9,700 120 1,200 1,700
01-00636-00990 2.9 29.7 149 97 12° 10 75 19,700 i 7 21 14,100 200 1,600 2,500 15,900 400 2,500 3,500 10,500 140 1,400 2,100
* 01:00636:01003| 10 - 15 A - - 10 130 24,500 - | 12300 | 200 | 1,700 | 25500 | 13,900 | 400 | 2,600 | 3,500 | 9,200 | 120 1,400 | 2,200
* 01-00636-01000 10 30 15 9.8 - 10 75 14,100 8 24 12,300 200 1,700 2,500 13,900 400 2,600 3,500 9,200 120 1,400 2,200
* 01-00636-01002 10 50 15 9.8 - 10 100 18,400 40 9,800 160 1,400 2,000 11,1700 320 2,100 2,800 7,300 100 1,200 1,800
01-00636-01010 10.1 30.3 15.2 9.9 12° 12 80 27,800 | 9 27 11,000 200 1,700 2,500 12,400 300 2,600 3,500 8,100 120 1,400 2,200
01-00636-01020|  10.2 306 153 10 12° 12 80 27,800 1 - 9900 | 100 | 1,700 | 2,500 | 11,500 | 300 | 2,600 | 3,800 | 7,300 80 1,400 | 2,200
A lg'i ;?'g 122 18; g g 28 5;'288 : 10 | 30 | 9900 | 100 | 1,700 | 2500 | 11,100 | 300 | 2,600 | 3,800 | 7,300 | 80 | 1400 | 2,200
01-00636-01050 105 315 158 103 120 12 30 27,300 i 50 7,900 80 1,400 2,000 8,800 240 2,100 3,000 5,800 70 1,200 1,800
01-00636-01060 106 31.8 159 104 120 12 30 27,800 i 11 33 9,000 100 1,800 2,600 10,100 300 2,600 4,100 6,700 80 1,400 2,200
01-00636:01070|  10.7 321 161 105 12° 12 30 27800 1 - 8200 | 100 | 1,900 | 2,700 | 9300 | 300 | 2,600 | 4,100 | 6,100 60 1,500 | 2,200
01-00636-01080|  10.8 32.4 16.2 10.6 12° 12 80 27,800 1 12 36 8,200 100 1,900 | 2,700 9,300 | 300 2,600 | 4,100 6,100 60 1,500 | 2,200
01-00636-01090 10.9 32.7 16.4 B 10.7 12° 12 80 27,800 1 60 6,500 80 1,500 2,200 7,400 240 2,100 3,200 4,800 50 1,200 1,800
* 01-00636-01100] 11 33 165 10.8 12° 12 80 19,800 - o
01-00636-01110|  11.1 333 16.7 109 12° 12 80 27,800 1 RUED sice Miling 030 8 loting 5
01-00636-01120 11.2 33.6 16.8 11 12° 12 80 27,800 1 YAAKE ="
01-00636-01130|  11.3 33.9 17 1.1 12° 12 80 27,800 1 Depth of Cut 1D D
01-00636-01140 11.4 34.2 17.1 11.2 12° 12 80 27,800 1 *
01-00636-01150 |  11.5 34.5 17.3 11.3 12° 12 80 27,800 1 e
(D: 4} Dia.)
01-00636-01160 11.6 34.8 17.4 114 12° 12 80 27,800 1
01-00636-01170 11.7 35.1 176 11.5 12° 12 80 27,800 1 %1 OEMEEEEG. BLASTHEREL TS0,
01-00636-01180 11.8 35.4 17.7 11.6 12° 12 80 27,800 1 (FE@EE % 20,000@4ELL ECERT BBEEOEKICHEREL TS 0,)
2 . a=] I=F =P =3 - 2=) =43 =4, = = N 0, =0, o) P
01-00636-01190 | 11.9 357 179 117 12° 1 80 27800 1 %2 Hﬂi}; C%%?Eifﬂa ZEHUBNDOEENSERHFTT, REHLENSDORE I FREEN %) REZ80%. 7DNBEE50%NEET
* 01-00636-01203 12 — 18 A - - 12 150 32,800 3. F vy 7RO SZBEOE VY EBAL TS,
* 01-00636-01200| 12 36 18 8 11.8 — 12 80 19,800 A T— VR, S—USTF vy I L LR, EEERENFET DBERTHREETEL T AT,
- - — B = %5 BAZIMTESICHIY CTABEUPTVESIE. AT v FEDE LTS,
* 01-00636-01202 12 60 18 11.8 12 110 24,600 ﬁotes %6 KBTI R P8 L E T,
ALZ345 52 (D) [XB TR ()] ZHERL TV FHRANAZER (L) ZIBRUL TS (1) FBEBETT . 31 Adjust both spindle speed and feed at the same rate.
How to Order When you order, indicate ALZ345 (D) [x( 21)]. Indicate (L) for Type A #(7) is reference value. (When using spindle speed 20,000 or more, the same adjustment is required.)
O 1DRE-H 1 RIRFEBHEEL BV T3 U< BEBEG D HEFEABBVEDLE LT, %2 TYPE A: Recommended milling conditions for full length of cut type are at overhang 3D. Adjust spindle speed and feed rate at 80% for overhang 5D, and 50% for 7D.
@ 1 :Semi-standard Products, please inquire for price and delivery. 33 Use a rigid and precise machine and chuck holder.
%4 Adjust milling conditions when vibration and abnormal sounds occur by the conditions of the machine, chuck holder and work clamping.
35 When tending to have chip packing during plunging, step milling is recommended.
%6 Water-soluble fluid is recommended.
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ALZ345-DLC VI e 19 DLC ALZ345-DLC

ZILIHABRERIV R IFA1EIR (DLCOA—F1>7) 217 H10X ISR {45 Z 2 Recommended Milling Conditions

DLC COATING high efficient 3-Flute End Mill for Aluminium L/D=1.5 Total 17 sizes

e IR
S,ide S,Iot Face | Plunge
2 o w TIIZIA TIWIZULEGE FETINIZU A
L/ h’ \’ \’ W *EI%/:M‘?- ial Aluminium Aluminium Alloy Aluminium Cast
orkMateria A1070 A2017-A5052-A7075 AC8C
8 PIRLEE ; ; ;
N 3 J—— © Cutting Speed 310m/min 350m/min 230m/min
oo <
! S - - - RV IRE XV IRE RV IRE
SNNT———— & s
p indl indl indl
. AN eed | mam | H WE | peed | BAx | B WE | peed | mAx | B AE
21 L Dia. Plunging Slotting Side Milling Plunging Slotting Side Milling Plunging Slotting Side Milling
‘ min’' mm/min min’' mm/min min’' mm/min
1 20,000 200 600 1,100 20,000 200 600 1,100 20,000 150 600 1,100
® NS TOOURBOEEMHAEWLWDLCO—TF 1 >/ ZHAL. REEINIISELTVWETD, : 4 - 4 : 4
@® Adopted NS TOOL oilg'\nalmDLC COATING that suitable for long time machining. 2 20/000 300 900 1:500 20/000 300 900 1:500 20/000 250 900 1:500
3 20,000 300 1,200 2,000 | 20,000 300 1,400 2,200 | 20,000 250 1,200 2,200
4 20,000 300 1,400 2,200 | 20,000 400 1,800 2,500 18,300 200 1,400 2,300
5 19,700 300 1,500 2,500 20,000 400 2,200 3,100 14,600 150 1,400 2,100
= 6 16,500 300 1,600 2,500 18,600 400 2,500 3,500 12,200 150 1,400 2,100
*&f'i’?_ S - 7 14,00 | 200 | 1,600 | 2,500 | 15,900 | 400 | 2,500 | 3,500 | 10,500 | 140 | 1,400 | 2,100
S S Nl . N 8E o 8 12,300 | 200 | 1,700 | 2,500 | 13,900 | 400 | 2,600 | 3,500 | 9,200 | 120 | 1,400 | 2,200
O @) O ) 9 11,000 200 1,700 2,500 12,400 300 2,600 3,500 8,100 120 1,400 2,200
ot [ 10 9,900 | 100 1,700 | 2,500 | 11,100 | 300 2,600 | 3,800 | 7,300 80 1,400 | 2,200
« sz - = e s g . — 11 9,000 100 1,800 2,600 10,100 300 2,600 4,100 6,700 80 1,400 2,200
J—RNo. D) (21) (2)H (d2)E & (7) A+ > I8 L) 7
Code No. Dia. Under Neck Length Length of Cut Neck Dia.=t Neck Taper Angle Shank Dia. . Overall Length Retail Price 12 8,200 100 1,900 2,700 9,300 300 2,600 4,100 6,100 60 1,500 2,200
01-00666-00100 1 3 15 0.95 120 4 45 6,200 N AU Side Miling 03D 7 loting b
thAHE
01-00666-00150 1.5 45 2.3 1.45 12° 4 45 6,200 Depth of Cut
01-00666-00200 2 6 3 1.94 12° 4 45 6,200 D 1D
01-00666-00250 2.5 7.5 3.8 24 12° 4 45 6,200 *
(D:444% Dia.)
01-00666-00300 3 9 4.5 2.85 12° 6 55 7,800
R o o %1 O E X REF. BUEETRELTIIZE L,
UIROUC00.00E 0 = (05 = Z20 I E EE ool (F#hOEs#Z 20,000EEEL ETEMAT BI5EOERICERE L TESL,)
01-00666-00400 4 12 6 3.8 12° 6 55 8,100 %2 WA, F vy 7 BEIEDS BEEDE VI EFRAL TIIEE L,
) o o X3 =TI, ST Fr v IICEVIRE). FLERBENRETDIHERVEIRGEEEBL TSI W,
01-00666-00450] 4.5 13:5 68 4.3 12 6 2> 10,100 54 FABMTHICHY < THBEDCTVBEE. 27 v FEVELT RS,
01-00666-00500 5 15 75 48 12° 6 55 8,800 fﬁi = X5 ABEIEHO CBAESED LT,
5 otes 31 Adjust both spind d and feed at th te.
01-00666-00550 5i5 16.5 33 5.2 12 6 55 1 1’000 (W:muesn u:)ingSsF;JlinndleessppeeeedaZnO,Ogg ofmofe?iirwneesraamee adjustment is required.)
01-00666-00600 6 18 9 58 — 6 60 9100 32 Use a rigid and precise machine and chuck holder.
. ! 3%3 Adjust milling conditions when vibration and abnormal sounds occur by the conditions of the machine, chuck holder and work clamping.
01-00666-00700 7 21 10.5 6.8 12° 8 70 1 3,500 34 When tending to have chip packing during plunging, step milling is recommended.
01-00666-00800 ) 24 12 78 _ 3 70 13'500 %5 Water-soluble fluid is recommended.
01-00666-00900 9 27 13.5 8.8 12° 10 75 16,900
01-00666-01000 10 30 15 9.8 - 10 75 16,900 Z]u I $1§“ Machining case
01-00666-01100 11 33 16.5 10.8 12° 12 80 23,800 @mTe . ALZ345DLC ¢ 5
01-00666-01200 12 36 18 118 - 12 80 26,100 Tool  "ALZ345-DLC ¢ 6 P —
— 5 —755 ALZ345-DLC 5% (D) ZER UL TS L. X(T1)3BEETT. . #EEI%4 - A2017 J EOTTE
When you order, ind{icate ALZ3?5—{;LC (D). X(:) is referenI:e value. Work Material Hole dimension after machlnlng
+ 7—7H%4ZX:100 X 100 X 40 mm 8t ()
> Work size Unit
< J—=5 N KB ° 18 8\8
{ Coolant : Water-soluble fluid Thole 8hole
N - FSNDTESRS : 115% (11 R) 3
h Tcl;tal machining time: 115 sec (11 hole) 9 12°% 11.965 11.957
1N#/ R 9M/ N o1 | 10973 10961
0 11sec/hole 9sec/hole
87087 Depths 3 3 gt | 7962 7958
x@ 1199 Depths 91272 910°0% ¢ ' '
x 12995 Depth8 _01109% 99995 i1 (mm)
0 0 Unit
8 -0.05 66 -0.05
, ] e 378
X T 3hole
? | | ¢ 10-80s 9.961
[ H ©
3—¢6 9% Depth6 @ I | Bos
%9 .8.25 Depth 6 . o | $9° 8.974
x@ 10 00> Depth6 «© ! i 06 $os 5.956
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AL3D-345 VI e 15 we AL3D-345

ZILIESEERI Y RI) IMAMENE £9H1RX

t "| =2 é/% AR Anf
High efficient 3-Flute End Mill for Aluminium L/D=3 o S IHISRIE S E R Recommended Milling Conditions

A

45°

AN
Plunge
Ik TIIZO A TIVIZULEE FETINIZI A

Work Material Aluminium Aluminium Alloy Aluminium Cast
oriciviatena A1070 A2017-A5052-A7075 AC8C

(JTBBEE | 300m/min | 220m/min | 220m/min | 330m/min | 240m/min | 240m/min | 250m/min | 160m/min | 160m/min
fAE B ZHAH A& B Z5HAH = B ZAH
Side Milling Slotting Plunging Side Milling Slotting Plunging Side Milling Slotting Plunging

[ u s N s N ) - Wy - Wy - i N i
AN OEY | RVEE | OEY | AUEE | DR | AURE | OBy | 2URE | OER | &URE | O | 2VRE | OEY | 2URE | OBy | 2VEE | 08 | R)EE
Dia. SpindleSpeed] Feed  [SpindleSpeed] Feed [SpindleSpeed] Feed [SpindleSpeed] Feed [SpindleSpeed] Feed [SpindleSpeed] Feed [SpindleSpeed Feed [SpindleSpeed| Feed [SpindleSpeed| Feed
® NSOALZ Y —X(F. H5WBHRETRE LSRN XK, o _ o , . } i . o , . , - } " , i .
@ ELVEE TRE LENTEEENESN. S@L 600 ZiNE, 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
S FH AEEAE |
:ifﬂgzﬁg;;ggﬂl—?fagrff;ggiﬁaemmacmnmg_ 1 20,000{ 1,200 |20,000{ 500 {20,000/ 100 [20,000f 1,200 {20,000 500 |20,000|{ 100 |20,000( 1,200 (20,000 500 |20,000 80
@ It exhibits stable excellent surface on a wide area and no chattering occurs even during
high speed cutting. 2 20,000( 1,800 |20,000f 700 |20,000{ 150 [20,000( 1,800 |20,000{ 700 {20,000 150 |20,000( 1,800 (20,000| 700 |20,000{ 130
@ Realized high efficiency machining by adopting 3-flutes.
w 3 20,000| 2,000 |20,000{ 1,000 {20,000| 150 [20,000( 2,000 {20,000 1,000 |20,000| 150 |20,000{ 2,000 [17,000{ 850 |17,000] 130
WRHEIEE Work Material
TVIZULER N i Ll 0 4 20,000( 2,200 | 17,500( 1,100 |17,500| 150 [20,000( 2,200 |19,000| 1,100 {19,000 200 |20,000( 2,200 [13,000| 850 | 13,000{ 100
Aluminium Alloy Copper Resin
O @) O 5 19,000{ 2,200 | 14,000| 1,100 {14,000 150 |20,000{ 2,700 |15,500| 1,200 |15,500| 200 |16,000{ 2,200 {10,000 850 | 10,000 80
{1 [ mm / {fi#E : )
Unit [Size : mm / Retail Price : JPY] 6 16,000 2,200 | 11,500( 1,100 | 11,500 150 |17,500{ 3,000 |12,500| 1,300 {12,500 200 [13,500| 2,200 | 8500 850 | 8500 80
J—RNo. (D512 ()= (r)EA Ay >I1% LR TRAE(TAS 8 12,000{ 2,200 | 9,000| 1,200 | 9,000 100 |13,000{ 3,000 | 9,500| 1,400 | 9,500| 200 |10,000{ 2,300 | 6,500 850 | 6,500 60
Code No. Dia. Length of Cut Neck Taper Angle Shank Dia. Overall Length Retail Price
10 9,500{ 2,200 | 7,000{ 1,300 | 7,000 70 [10,500( 3,250 | 7,500 1,500 | 7,500| 150 | 8,000( 2,500 | 5,000{ 900 | 5,000 50
01-00639-00100 1 3 12° 4 60 6,700
12 8,000/ 2,400 | 6,000| 1,400 | 6,000 70 | 9,000| 3,350 | 6,500| 1,600 | 6,500 150 [ 6,500/ 2,600 | 4,000| 1,000 | 4,000 50
01-00639-00200 2 6 12° 4 60 6,700
01-00639-00300 3 9 12° 6 60 8,500 {RIE Side Milling & Slotting
0.3D
01-00639-00400 4 12 12° 6 70 9,800 TARS = b
A -
01-00639-00500 5 15 12° 6 80 10,600 Depth of Cut 3D — !
01-00639-00600 6 18 - 6 80 11,000 ! 1D
A
01-00639-00800 8 24 - 8 90 17,400 (D: 4442 Dia.)
01-00639-01000 10 30 = 10 100 23,800 _ . ~ .
#1 DI EEREF. BLEIGTHRELTIZS 0,
01-00639-01200 12 36 - 12 110 28,200 (E#EEHZ 20,000EEL L THEAT HIBEOREICHREL TILE L)
AL3D-345 42 (D) ZIERL TS L, X(7)FBEETT. X2 IR, F vy I EAMEDSHBBEDS VY EEALTIIES L,
How to Order When you order, indicate AL3D-345 (D). #(7) is reference value. %3 '7—7‘P1%W\ 1) \/7‘7__\.,\\/7[:&;)?&@]\ it(ii%?ﬁfﬁiﬁ'é%ﬁ[itﬂﬁu%ﬁ’éggbT<f'fifl/\o

%4 BBAGINTEFCEN) < TAFE DR TWEEEF. RT Y E)ZLTIEE W,
" = #5 ATBIEYIEPBO JERE HEHLET,

Weites 3% 1 Adjust both spindle speed and feed at the same rate.

(When using spindle speed 20,000 or more, the same adjustment is required.)

% 2 Use arigid and precise machine and chuck holder.
% 3 Adjust milling conditions when vibration and abnormal sounds occur by the conditions of the machine, chuck holder and work clamping.
% 4 When tending to have chip packing during drilling, step milling is recommended.
% 5 Water-soluble fluid is recommended.

7J[II$1§“ Machining case

* #HI#4 : A5052

Work material

« J—JH4X:250 X 140 mm

Work size

- MRS : 18 mm
Machining depth

« T—=3 7N 1 KBIELIEGE

Coolant: Water-soluble fluid

NUBE 0.015mm
0.015mm burr height

T
I-FBWOVTHEL

No chattering at corner

FEAEE [um]
(StERIEEY FATE)
Surface roughness [um]
(Outer side Feed direction)

Ra:0.192
Rz :1.774
24 25



AL-3LS

ZLINMIAOQY 7+ IIRIN(T VT —
3-Flute Long Shank End Mill for Aluminium

WC

£5H%10X

Total 5 sizes

AL-3LS

tIEISRF S E R Recommended Milling Conditions

Slimmed shank suits side milling.

HREIM Work Material

Corner-C at flute end effects an accurate side step milling.

HWRE) D+ D TEHNR Y AT 1T IBENTITR.
HERIHIC CEMTZEL. ATy TIIROBREN RN G DHE.

A | nv
[\ |

A
C

TIIZOAER |\ 2] Ll
Aluminium Alloy Copper Resin
©) O ©) s
B [ : mm / {ii#E : )
Unit [Size : mm / Retail Price : JPY]
J— RNo. (D)5HZ ()R (d)y>+v > LER R4
Code No. Dia. Length of Cut Shank Dia. Overall Length Retail Price
01-00637-00500 5 7.5 4 80 8,900
01-00637-00600 6 9 4 80 8,900
01-00637-00800 8 12 6 110 19,400
01-00637-01000 10 15 8 130 23,700
01-00637-01200 12 18 10 150 35,100

AL-3LS 512 (D) 2R L T<IEE L,
How to Order When you order, indicate AL-3LS (D).

26

o TINIZI L TIIZULEE FE7IIZUA
Work Material Aluminium Aluminium Alloy Aluminium Cast
oricviatena A1070 A2017-A5052-A7075 AC8C
TREE 100~250m/min 150~300m/min 100~200m/min
K EE X EE RV EE
B Feed EER Feed B Feed
4 ) = Spindle Speed # BIE Spindle Speed i I Spindle Speed E I
Dia. Slotting Side Milling Slotting Side Milling Slotting Side Milling
min”' mm/min min”' mm/min min’' mm/min
5 16,000 1,200 1,700 19,000 1,700 2,300 13,000 1,200 1,600
6 13,000 1,000 1,400 16,000 1,400 1,900 10,600 900 1,100
8 10,000 1,350 1,800 12,000 2,000 2,500 8,000 1,200 1,500
10 8,000 1,450 1,900 9,500 1,850 2,500 6,300 1,200 1,700
12 6,600 1,400 1,700 7,900 1,750 2,800 5,300 1,200 1,600
ZOERHERIF. IVRINOREHULEN 4D 2EEE LIZED T,
fRUED Side Milling 7% Slotting EEHUBNEELIRABH5E6E. TERBEESECLTES L,
0.1D D Above recommended milling conditions are based on 4D overhang.
— - -y In case of more than 4D overhang, refer to the below table.
] a EVERE A%k E
EAKE ' 1D p exHUE | O Feed Depth of Cut
Depth of Cut ap [ Overhang  |SpindleSpeed | & A& = BT
®5. 6=0.1D Slotting | Side Milling | Slotting Side Milling
¢$8=0.2D 5D 70% 70% 60% | dp 1D X ade 0.05D
10. 12=0.3D
¢ 6D 50% 50% 40% | adp 1D x ae 0.03D
7D 30% 30% 20% | ap 1D X de 0.015D

(D:444% pia.)

" =

Notes

¥ 1 OEMEXDERER. BLEIGTHRELTESL,

¥ 2 . Fr v I BEMEDOHEENEVYEBAL TS,
%3 T—T0EIR. ST F vy IICEVIRE). FEERBNREET DEEFUHIRGEEBEL TILET L,
¥ 4 ACBHEIEPBRO CERAZEHREH LET

%1 Adjust both spindle speed and feed at the same rate.
%2 Use a rigid and precise machine and chuck holder.
%3 Adjust milling conditions when vibration and abnormal sounds occur by the conditions of the machine, chuck holder and work clamping.

%4 Water-soluble fluid is recommended.
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Reducing chattering even for milling at corner and curved surface.

78
Aluminium Alloy

7}[/57]”1%7]'\\‘—”/17 R=)L  BallEnd Mill for Aluminium

ALB225 RO.3 ~ R6 2 26 (2

Total 26 sizes

sz )
Full Cutting Length Type “
L 2

petn e e — i &>
DLCO—F1>7 ZLIMIAAR—IIVRI)L DLCCOATING Ball End Mill for Aluminium ‘
ALB225-DLC RO.3 ~ R6 e o

OlR
N
:¢dl|
O¥T259917 —— > g

Long Neck Type
!F%E Features

R Yr—TTyITHUOUSRLTIRR
1 Shape Minimized chattering even with sharp cutting edge

PRI R TN IR0V IREZME. NTAFHOXEVI—FBeERFHF TEREVINIZRRELET,
With a special cutting edge, chatter vibration during machining is suppressed.
Achieves stable machining even in corner with heavy machining loads and high-speed conditions.

4 EELLER W ALB225SED

Performance

- #iHl#4 - A5052

Work Material

ALB225 Oth«!gi%lljgrand

ALB225[33;00—FICHNTH
UCUWHREETRIFGITEZRER

ALB225 achieves good machining surface and
no chattering at the corner

ftttt&RIF3LI—F TUO UL RE
Chattering occurred at the corner part
after machinedby other brand tool

28

1J|]I$1§IJ Mthining case

- #EIM 1 A6061
Work Material
cJ—=FNIFTILIRXB
Coolant : Oil mist

s J—JH 14X :100 X 60 mm

Work size
« $SNITESRY : 3 BFR9 20 &

Total machining time : 3hr20min

=R | ! .
i FEUML gt bipT | BGSULNT A% LT HECAIT
Process e Semi-Finishing Stock Removal Stock Removal @
ERATE ALB225
L3 ALB225 R3x 12 R1EX3EX1E ALB225 R1X 1.5% 20
[EEEEL [min]
Spindle speed 20,000 18,000 12,000
X1 i [mm/min] 7,500 3,000 2,000 1,200 2,000
UhAHE ap X ae[mm]
Depth o%cutp 1Xx2 0.2 X 0.2 0.6 X 0.6 0.1 X 0.1 0.05 x 0.05
5% L1 [mm]
Stock 0.1 0.05 0.05 0.05 -
IOLAEERS [min] 14 24 8 24 130

Machining Time

XWIEE 7,500mm/min EWSERICEVWREICHEWVTE. L/D=20 OFHTHUVV W 2RESE T, BELLLTHZ

VU ZRESEBTRELEINIZRIRLTVET, FRULET,
ALB225 realizes no chattering and stable performance even under L/D=20 still can achieve good finishing surface without chattering.
very high speed condition, 7,500mm/min feed. VUWE AL

None chattering mark

VU OFRELPTWI—FEB.
1Ly MBICEVTH
BEUVIEINIZRRELET
Stable machining at fillet part where
the chattering is easy to occur.

UUWE &4
Chattering mark
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ALB225
ALB225-DLC

H1 R
Size RO.3~R6

ALB225 e RO3~R6
ZILSHIAR—ILIRIIL
Ball End Mill for Aluminium

ALB225-DL

DLCO—F+r>7 ZLINMIAR—ILIVRI)
DLC COATING Ball End Mill for Aluminium

DLC

WC

226 12X

Total 26 sizes

226 41X

Total 26 sizes

Q|

IHISRIFSZE R Recommended Milling Conditions

odi FLIZULES
h5 \/ . Aluminium Alloy
HRHIF A2017-A5052+-A7075
) - Work Material —
Normal Speed High Speed
TYPE A 2HRI(S TYPE A 2IRIATF I8REHLE L/D=10 L/D<10
Standard Type L Standard Type R Tool Overhung
" n = L1 n
fa) N f< fa) [ N f< _ R R 5 = _ . . —
e % e B | EWEE hAME EE | RWEE YhAME
° ° N
$ / l Uj g J ‘ l Uj g R'U";]’Z B“Jh% E}:ﬁ( Spindle Speed Feed Depth of Cut Spindle Speed Feed Depth of Cut
Radius Length of Cut
R+£0.01 | £ R+001 .2 Length min” mm/min dp mm demm min”' mm/min dp mm demm
L L
‘ ‘ ‘ ‘ 0.3 0.45 20,000 1,000 0.1 0.2 40,000 2,000 0.1 0.2
TYPE B:O>7%y7917 TYPE B:O>7%y7917
Lo Neck e~ g Neck e 0.4 0.6 4 20,000 1,000 0.1 0.2 40,000 2,000 0.1 0.2
o - T° o - T’ n
’S_ﬁ/—‘—n < S_/y;‘—n Tc 2 - 20,000 2,000 0.3 0.3 40,000 4,000 0.3 0.3
e ——F |5 e =1 s
/J © /J © 0.5 0.75 20,000 1,500 0.3 0.3 30,000 3,000 0.3 0.3
R+0.01 & R+001 &
L L al L 0.75 10 10,000 1,000 0.2 0.2 20,000 2,000 0.2 0.2
3 - 20,000 2,000 0.3 0.5 40,000 4,000 0.3 0.5
©® NS TOOUMBEDOIFARIC &) . I—FEPAENLEOUT ) Z i, ® NS TOOLRHDOBBEMEAEWDLCI—TF 1 > 7 ZHRA L. 0.75 1.1 7.5 16,000 1,600 0.3 0.5 30,000 3,000 03 0.5
@ NS TOOL unique flute design reduces chattering at corner and side milling. ﬁﬂ%?ﬁﬁjﬂiti@ LTWET,
@ Adopted NS TOOL original DLC COATING that suitable for long time machining. 1.1 15 ]0,000 1,000 0.2 0.3 20,000 2,000 0.2 03
HEIM Work Material RHEIM Work Material 4 _ 20,000 2000 05 0.5 30.000 4000 0.5 05
TWIZULER i N Liilii=] 0 TNIZULESR i Ll 0
Aluminium Alloy Copper Resin Aluminium Alloy Copper Resin 1 1.5 10 15,000 1,500 03 0.5 20,000 3,000 03 0.5
O O O O O O
W (9% ¢ @ < i [ < /@ - F 15 20 12,000 1,200 02 05 15,000 2,000 0.2 05
Unit [Size : mm / Retail Price : JPY] Unit [Size : mm / Retail Price : JPY]
6 - 18,000 2,000 0.6 1 25,000 4,000 0.6 1
J—RNo. |RA-I42 | (0)AR|(ETR | FK | D58 |(EFR| (VER | 071778 | O2R | REfHHS J—RNo. |RF-I#E | (0)UR|(METR| FAR | OAR |([EFR| (1)ER | (V1278 | V2R | RN
Code No. Radius | Lengthof Cut | UnderNeklength | Type | Dia. Neck Dia. NedTaperAngle | Shank Dia. | Overelength | Retail Price Code No. Radius | Lengthof Cut | UnderNecklength | Type | Dia. Neck Dia. NedTapringe | Shank Dia. | Overelllength | Retaill Price 1 5 25 1 5 1 5,000 '| ,600 06 1 20,000 3[000 06 1
01-00638-03001| RO.3 0.45 3 B | 06056 | 12° 4 60 | 4,900 01-00668-03001 | RO.3 0.45 3 B | 06|056| 12° 4 60| 7,100 25 30 12,000 1,200 03 1 15,000 2,000 03 1
01-00638-04001| R0.4 | 0.6 4 | B| 08]076| 12 4 60 | 5,400 01-00668-04001| RO.4 | 0.6 4 | B| 08]076| 12 4 60| 7,600 3 _ 14,000 2,000 05 15 20,000 4,000 05 15
01-00638-05001 2 - A 1 - 12° 4 60 3,700 01-00668-05001 2 - A 1 - 12° 4 60 5,900
01-00638-05011| RO.5 075 5 B 1 0.95 12° 4 60 4,700 01-00668-05011| RO.5 075 5 B 1 0.95| 12° 4 60 6,900 2 3 20 1 2’000 1’500 05 1.5 ! 6'000 3'000 05 1.5
01-00638-05013 ’ 10 | B | 1 |095] 12° 4 60 | 5000  01-00668-05013 ' 10 | B | 1 0.95]| 12° 4 60| 7,200 3 40 8,000 1,000 0.3 1.5 12,000 2,000 0.3 1.5
01-00638-07501 3 - Al 15| - 12° 4 60 | 4,400 01-00668-07501 3 - Al 15| - 12° 4 60| 6,600 10 — 12,000 3,000 0.8 18 20,000 5,000 0.8 18
01-00638-07511| RO.75 h 75| B | 1.5|145| 12 4 60 | 4,800 01-00668-07511| R0.75 11 75| B | 15145 | 12 4 60| 7,000 25 35 25 8,000 2,000 08 18 15,000 3,000 0.8 18
01-00638-07513 15 | B | 1.5 145 | 12° 4 60 | 6,000 01-00668-07513 15 | B | 1.5| 145 | 12° 4 60| 8,200
01-00638-10001 4 - A 2 - 12° 4 60 3,600 01-00668-10001 4 - A 2 - 12° 4 60 5,800 35 50 5'000 1'500 05 1.8 ! 0'000 2'000 05 1.8
01-00638-10011| R1 is 0 |B| 2 |194] 12°| 4 60 | 4,400  01-00668-10011| R1 is 10 |B| 2 |194] 12°| 4 60| 6,600 12 - 12,000 3,000 1 2 20,000 5,000 1 2
01-00638-10013 ’ 20 | B | 2 [194| 12° 4 60 | 4,800  01-00668-10013 ' 20 | B | 2 |194| 12° 4 60 | 7,000 3 6 30 8,000 2,000 1 2 15,000 4,000 1 2
01-00638-15001 6 - A 3 = 12° 6 60 4,600 01-00668-15001 6 - A 3 = 12 6 60 6,900 6 60 5,000 1 ,200 06 2 1 0,000 2,000 06 2
01-00638-15011| R1.5 55 15 | B | 3 |285] 12° 6 60 | 5,900 01-00668-15011| R1.5 55 15 | B | 3 |285]| 12° 6 60| 8,300
01-00638-15013 ' 30 | B| 3 [285] 12° 6 70 | 6,900 01-00668-15013 ' 30 | B| 3 |285] 12° 6 70| 9,600 “ LG - 1080 2080 [ 2 120t 2000 ! 2
01-00638-20001 8 - A4 | - |122| 6 70| 5200  01-00668-20001 8 - A4 | - | 122 6 70| 7,800 5 20 - 8,000 2,000 2 3 12,000 3,000 2 3
01-00638-20011| R2 3 20 | B| 4 |38 12° 6 80 | 6,600 01-00668-20011 | R2 3 20 [ B | 4 |38 12° 6 80| 9,200 6 24 = 6,000 2,000 3 4 10,000 3,000 3 4
01-00638-20013 40 | B| 4 |38 | 12° 6 90| 8300  01-00668-20013 40 | B| 4 |38 | 12° 6 90 | 10,900 %1 UBAGE D0 HBEOTARES. deldty 7 REELET
S oy - - 5 X1 YHAAEDdpP SDYRAKRE . deldEy 71— R%ZR o
01-00638-25001 10 - Al S - 12 6 80| 5,700 01-00668-25001 10 ) 12 6 80| 8,400 %2 MEMEEEEE. BUAETHERLT RS0,
01-00638-25011| R2.5 35 25 B |5 4.8 12 6 80| 7,500 01-00668-25011| R2.5 35 25 B| 5 4.8 12 6 80 110,100 (Mt EER % 20,000 EEEL_F EAT IS L ERICAEL TS 0,)
01-00638-25013 50 |B|5 |48 | 12°| 6 | 100| 9,700  01-00668-25013 50 | B|5 |48 | 12°| 6 | 10012800 M3 WM. Fr v EAIMEDHSBEDENEDEFALTIIES L,
01-00638-30001 12 - |Aale6 - 6 90| 6,400 010066830001 12 - |als - 6 90| 9,500 ¥4 =70, S—U 2T F vy TICKIIRED.
. ERNRY PN s 7 -
01-00638-30011| R3 30 |[B|6 |58 | - 6 90 | 8300 010066830011 R3 30 |[B|6 |58 | - 6 90 | 11,300 B = , E f;(;%‘?' ?5\%%—9» S f%ﬂjﬁﬂ%{#%g% LockEb.
—] 6 6 & %5 KBHEYHEPBO CERZEHRHOLET,
01-00638-30013 60 B| 6 58 - 6 120 | 10,600 01-00668-30013 60 B| 6 5.8 - 6 120 | 13,900 Notes %1 Depth of Cut: @p=Axial Depth of Cut / Ae=Radial Depth of Cut.
01-00638-40001 | R4 16 - Al 8 - - 8 90 | 12,000 01-00668-40001| R4 16 - Al 8 - - 8 90 | 15,600 %2 Adjust both spindle speed and feed at the same rate.
01-00638-50001 | RS |20 - A0 | = | = | 10 |100/15300  01-00668-50001| R5 |20 - |Aalto | = | - | 10 |100]19,100 (When using spindle speed 20,000 or more, the same adjustment is required.)
%3 Use a rigid and precise machine and chuck holder.
01:00638-60001) R6 24 - A 12 - _ 12 110 21,800 01-00668-60001) R6 24 - A 12 - - 12 110 | 26,100 %4 Adjust milling conditions when vibration and abnormal sounds occur according to the rigidity of the machine and the
ALB225 R—)L¥RER) X AR () [XETR(LNIZH/RLTIIEE LY, ALB225-DLC R—)LER) XFR(Q) [XBETR(IEERLUTLEE L, chuck holder, or work clamping condition.
How to Order When you order, indicate ALB225 (R)x(Q) [x(21)]. How to Order When you order, indicate ALB225-DLC (R)x(2) [x(21)]. %5 Water-soluble fluid is recommended.
#(7)3BEETT. ¥(7)FBEETY.

#%(7)is reference value.
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(7)) is reference value.
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JOA-QMB096  JOA-EM3712

-\ T4 RS EOEE  Attention on Saety

1) TE£#5 -2 5BMYHTRE. TEORUHE LY. IAPRFICEEMALVEC. BHISEE 1) When removing tools from cases, be careful of getting-out of tools and don't touch directly
LTSN, the cutting edges.
2) PPN A EEEREFTHAL VIS LT AL, 2) Never touch the cutting edges directly with bare hand.

3) TE#FEAT 3. BIBT3RBRIBYETOT, LTFHN— - REAHZERFEAL LI, 3) Use safety covers and eye protection, as tools may be broken.
4) ALAER,. TEPNINBICES > AMEBBLT TN 4) Use holders, etc. that match the tools and nature of the processing operations.

TEEALAIZ Loy EEREL. FREMZBES LT EEN The tool should be firmly attached to the holder to prevent shaking.

5) Th k Is cl firmly.
5) BHML, LonWEIEL T e, 6; Mai:’:;remoaflzirs:n(;iz:spo;rtrggls and work pieces before starting operation
6) TERUHHIMOTEE. 552 UOBRLTENT LS, '

i N N ~ 7) ltis necessary to adjust conditions according to the dimensions of work materials and the machine.
7) DIHIRMEIE . T PERBMICEE T, RETILEIHVET,

8) Select a cutting fluid appropriate to the particular usage. Using a non-water cutting
8) RIS U THIHIM &R L TS 230 RREEYHIRE ERT 5581 MIKICRET 5 KIE fluid could lead to fires due to sparks generated during processing or heat caused by
breakage. Ensure that you take proper fire-prevention measures.
9) If abnormal sound, etc. occurs during processing, stop the machine immediately.

10) Don't modify tools.

PHIBTEIK, KKDOBRD HY T, BIAMEEBTITo TSN,
9) EARICRE (IHIE - 18) rRELLBEE. B5ICEBEED T L&,
10) TEDBER LHEVTLEE L,

22'11 VEGETABLE
- ©IL INK WENY D7 ICBHORRMRE. UE - URDLHFEREET BN TINET,
Aluminium_C1_202211 Specifications may change without notice for improvement.



