TOOL [DL2|DFED2L5

FILIMIAIVRILS—Z Vol.2

End Mill Series for Aluminium Vol.2

AL2D-2 AL2D-2DLC ALZ345 ALB225

AL3D-2 AL3D-2DLC ALZ345-DLC ALB225-DLC
AL4AD-2 AL4D-2DLC AL3D-345

AL5D-2 AL5D-2DLC AL-3LS AL3D-345R
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Total 390 sizes

List of end mill series for machining Aluminium
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AITJIF7IVREI squareEnd Mill

AL2D-2 $05~ 12
AL2D-2DLC ¢05~ 912
AL3D-2 d1~ @12
AL3D-2DLC o1~ 912
AL4D-2 d1~ 912
ALAD-2DLC o1~ 0912
AL5D-2 ®1~ @12
AL5D-2DLC o1~ 912
ALZ345 ®1~ 12
ALZ345-DLC ¢1~ 912
AL3D-345 d1~ @12
AL-3LS d5~ 912
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Reducing chattering and burr by specialized cutting edge design for aluminium.

Features

RUNA
Helix Angle

I-TZR

Corner Shape

Sy IRE HARE N

Shank Tolerance

7ILVIEG

Aluminium Alloy

Number of sizes

Page

ARIIHED 2 8

L/D=2

IREHNED 25 DLC O—FT 1 7

L/D=2 DLC coating

ARIIHNED 38

L/D=3

IREHNED 3B DLC I—FT 1 71

L/D=3 DLC coating

ARIIHED 4 8

L/D=4

ARENZED 4 & DLC O—F 1 > 71
L/D=4 DLC coating

ARIFHED 5 &

L/D=5

HREFHZED 5 & DLC O—FT « > 77

L/D=5 DLC coating

3 MHATRIAZH SBINTADEGI LA TIEE

3-flute . Continuous machining from plunging to slotting

3RATRAZD SBEINTIADEFEINTATEE. DLC I—F « > 71

3-flute design with DLC coating. Continuous machining from plunging to slotting

3 WA TRAAZD SBNNTADEGILIHTTHE
HIENTIES 3 BIRICK D SHER

3-flute. Continuous machining from plunging to slotting
L/D=3 achieves high efficient machining even for side milling

ZLIMILCHEWT, KRIONLICHBARERT VI =2+ 2791

3-flute Under shank end mill for aluminium for deeper area milling
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Reducing chattering even for milling at corner and curved surface

DLC O—5F 1 > 7 OEATESES »
J—FEONI. HEMROINITE. UU ZiiH
DLC coating applied for longer tool life

Reducing chattering even for milling at corner and curved surface

BX THEUUWIRSZINH L [ShEX] 2RIR

Achieves high efficiency by suppressing chattering even at high feed machining
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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.

7ILIE
Aluminium Alloy

7 SITH

2BMAIRTIT7IVRE)N

2-Flute Square End Mill for Aluminium

L/ D=2 2 BIR

AL2D-2

$ 05~¢ 12 £23854X
Total 38 sizes

L/ D=3 3 &R

AL3D-2
T

d1~d12 =1454X

Total 14 sizes

L/D=4 4EIK

AL4D-2
==

d1~0¢12 £214Y54X

Total 14 sizes

L/DZ5 5 IR
AL5D-2

B —— —" . <

d1~d12 £21494X

Total 14 sizes

26 & LI

AL2D-2DLC
ST )

¢ 05~¢d 12 £22294X

Total 22 sizes

AL3D-2DLC
.

d1~d12 21494X

Total 14 sizes

%e Face 450 [/
€| v LI

AL4AD-2,ALSD-2(F B TIFHR L E A

¥ Slotting is not recommend.

AL4D-2DLC
=

1~ 12 =£=14954X

Total 14 sizes

AL5D-2DLC
_

d1~d12 21494X

Total 14 sizes

#%E Features

Y p—F Ty Y THUVSBUTRR
1 Minimized chattering even with sharp cutting edge

AR AR TIN TR O VT V) $iREh 2
NTEAOREVI-—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.

A

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

THEELEER
Performance
- #Hl%t : A5052

Work material NTT# JER ) ﬁ:J:H-‘
C TSR KGR Process Roughing Finishing
Coolant :Water-soluble fluid =
- DT 1 X ERLE 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
YhAHE
apXae [mm] 30 X 0.6 | 30 x 0.06
Depth of cut
AL5D-2 fthet S AL5D-2 fthetsd

Other Tool Brand

Other Tool Brand

CUYEL UUWEE OOk 1P VUV R4
No chattering Chattering No chattering Chattering

AL5D-2DEJHIERE (F40m/min ~ 360m/minDIBLEWVEEICH VW TUT Y ZRES LT NITEFOKRE VL I—FEOEERM
THRELEMNIZRRELET .

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

FILIMTA2RA2MEHIRIRII)

H1X

Size ¢ 0.5~ ¢ 12 WC

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

£38H1X

Total 38 sizes

AL2D-2DLC

DLCO—TF1>7 7LIMIA28F2EIRIVRIN £22 41X
DLC COATING 2-Flute L/D=2 End Mill for Aluminium

H1 2

size ¢ 0.5~ ¢ 12

DLC

Total 22 sizes

AL2D-2
AL2D-2DLC

IHISRIEFSZE R Recommended Milling Conditions

/] 45 1|7
A LA
O |nse m O ||
% % — L= — ~— & e S
fm 7ILEZUA TV LASE FETINIZ UL
L/ h‘ \’ L/ h’ ’ W *fﬁ,:”? ial Aluminium Aluminium Alloy Aluminium Cast
oricMateria A1070 A2017-A5052-A7075 AC8C
E* J R
Cutting);pted 340m/min 270m/min 380m/min 300m/min 280m/min 200m/min
o ey . & ey . I b fAIE b fRIE B
=] N ~( < =] fc Side Milling Slotting Side Milling Slotting Side Milling Slotting
TR e (B T PRLIE e — jom [ootine | S | Sdewig | Sours | Sewig | Setns
! ° . © ! © . e Dia. OERE | XVRE | OEE [ XVDERE | O | XDRE | OFRE | XWUiRE | DERE | XVRE | O |XDEE
‘ ‘ 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
N — 2" = e r=ls] o — 55 4 R NES =~ , At 3 -
o B e LR ® 1 TOOL REDEBRABLDIC 2= r 2 TERABL. KRR 0.5 20,000 | 400 | 20,000| 200 | 20000 400 | 20000| 300 | 20000 | 400 | 20,000 300
: f/LISs:ezrlteg ;’r?Srlulszaes(i?igsgtigliotlye:r?grggggfélgfr(]gg?)%hrlfglprgance. @ 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
BRI work Material BRI work Materil 2 20,000 | 1,000 | 20,000 | 600 | 20,000 | 1,000 | 20,000 600 | 20,000| 1,000 | 20,000 | 600
TWIZULAEE N Ei N L o TWIZOLEE N Eil] Ll 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 [NE i : M) B [NE A% : [
© S} O Unit[Sée:mm/?eTai{Price:JE] © O o umusée:mm/?empncesz 3 20,000 1,300 20,000 800 20,000 1,500 20,000 900 20,000 1,500 20,000 800
J—RNo. |(DSE|(QOIR| (7)EE |[yr078 | (DR | FEMES J—RNo. |(D)#H2 [()FR| (7)BA | (Y78 | (D2 | FEHSE 4 20,000 | 1,500 | 20,000 900 | 20,000 | 1,700 | 20,000 | 1,100 | 20,000 | 1,700 | 15900 | 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
01-00631-00050| 0.5 1 9° 4 45 4,000 01-00661-00050| 0.5 1 9° 4 45 4,800
01-0063100060| 0.6 12 9° 2 45 4,800 e 12 9 2 5 5 900 6 18,000 1,800 14,300 900 20,000 | 2,200 15,900 1,300 14,900 1,700 10,600 800
01-00631-00070| 0.7 1.4 9° 4 45 | 4800  01.00661-00070| 0.7 14 9° 4 45 | 5900 7 15,500 | 1,800 | 12,300 | 900 | 17,300 | 2300 | 13,600 | 1,300 | 12,700 | 1,700 | 9,100 | 800
1-00631- . ; ° o
212222122222 83 12 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 glggzggg:’zg ‘1)'9 ;-8 30 j jg ;"388 9 12,000 | 1,800 | 9,600 | 1,000 | 13400 | 2400 | 10600 | 1,300 | 9,900 | 1,800 | 7,100| 800
ﬁlﬁﬂﬁilﬂﬁﬂﬁ 1; ;i ZZ j jg 3'288 nooestonisel 15 |3 5 2 1 2= T 3700 10 10,800 | 1,800 | 8600 | 1,000 | 12,700 | 2,400 | 9,600 | 1,300 | 8900 | 1,800 | 6,400 | 800
01-00631-00130| 1.3 26 9° 4 45 4.800 010066100200 2 4 9° 4 45 3,700 11 9,800 | 1,900 | 7,800 | 1,000 | 11,000 | 2,500 | 8700 | 1300 | 8100 | 1,800 | 5800 | 800
g“ggg:“gg”g :‘5‘ ;-8 Z° j jg ‘3"388 01-00661-00250| 2.5 5 9° 4 45 | 4800 12 9,000 | 2,000 | 7,200 | 1,100 | 10,100 | 2,500 | 8,000 | 1,400 | 7,400 | 1,800 | 5300 | 900
1-00631-0015 . ° . 01-00661-00300| 3 6 9° 6 50 5,100
01-00631-00160| 1.6 3.2 9° 4 45 4800  01-00661-00350| 3.5 7 9° 6 50 6,200 {BIE Side Milling 3 Slotting
01-00631-00170| 1.7 3.4 9° 4 45 4,800 01-00661-00400| 4 8 9° 6 50 5200 0.2D _ D |
01-00631-00180| 1.8 36 9° 4 45 | 4,800 5 : N —1 /
01-00631-00190| 1.9 3.8 9° 4 45 4,800 10066100450 4.5 e 2 6 o> 6,800 UhA4E i ]
01-00631-00200 2 4 9° 4 45 3000 01-00661-00500 5 10 9° 6 55 5,700 Depth of Cut 1.5D 1D
01-00631-00210| 2.1 12 9 7 45 | 5600  01-00661-00550| 5.5 | 11 9° 6 55 | 7,000 / A
01-00631-00220| 2.2 44 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: 4442 Dia.)
T e o i S - | 8 | 70 |11.200 %1 BENERYEER. BUHSTEEL TR,
o000l 2 5 . 4 4 : 01-00661-00900| 9 18 S 10 75 114,400 (E#OEEH% 20,0000 TEAT HBEERKCHEBLTIEE L)
01-00631-00260| 2.6 5 £ 5 | 5600  “91.00661-01000] 10 20 - 10 75 | 14,400 2 e, Ty 7 BEIEOSHBRBEOB LW EBREL TS,
g:'gggg'gg;;g ;273 gg go i jg 2288 01-00661-01100 | 11 22 9° 12 80 | 21,000 X3 D=V, ST F vy IICEVIRE). FEEEENRETIESETHIERGEEE LTI ZT 0,
010063100290 2'9 =g 9° 6 50 5’800 01-00661-01200| 12 24 - 12 80 | 21,000 B = x4 ABIETIHBO CERE HRHLET,
- E . . _ . oy AL2D-2DLC 5V (D) 218 LT < 2 0 PPN — Notes % 1 Adjust both the spindle speed and feed at the same rate.
01-00631-00300| 3 6 9 6 50 4,200 How to Orde? When you order, indicate ALD-2DLC (D). s(7)s reference 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 4300 % 3 Adjust milling conditions when vibration and abnormal sounds occur according to the rigidity of the machine and the chuck holder, or work
o - clamping condition.
g::-ggg:::-gggzg 45"5 1?) go 2 gg Z’Sgg % 4 Water-soluble fluid is recommended.
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) #1ER UL T IEE L,
When you order, indicate AL2D-2 (D).

H(T)IFBEETT .

3#(7) is reference value.

A —9 =73k
How to Order

6 7



AL3D-2

AL3D-2 s 1~s12 we WAL3D-2DLC 7%, , ., ., DLC AL3D-2DLC

FISITRA2KAMEHIRI>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 AN 4 M e [\ | 90"4
] & " FILIZIA FILIZILE FETIIZIL
L/ h‘ \’ L/ h’ ’ A JAIuminium )Aluminium AHI:cI>y ﬁ/—tnfninium Cast

IHISRIEFSZE R Recommended Milling Conditions

Dz 300m/min 220m/min 330m/min 240m/min 250m/min 160m/min
utting Speed
g S ° 5 vy N I b fAIE b fRIE B
og N I < [=Y=] e Side Milling Slotting Side Milling Slotting Side Milling Slotting
TR s W P FrsSSsSE— -
‘ © . © ‘ © . © Dia. OERER | XVRE | OEnE [ XVYERE | OEsE | XDRE | OERE | XWiRE | DERE | XVRE | O | XDEE
‘ ‘ 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
@ ALY —R(F. HEWBIEETRE LIZSRERIN T 2 =1R, @ NS TOOL HBEOHEBEUHNEWVDLC O—F + >/ E#HAL. REBENT
® B AL CRE UL EREA A5, BEIL CHUTY E 1T, cELTLET. | o " 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 S S chattering occurs even during. 00 e S TOOL €riginal DLE COATING thatsuitable forlong time machinin. 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
BT work aeria B work aterl 25 20,000 [ 700 | 20,000 | 500 | 20,000| 700 | 20,000 | 500 | 20,000 700 | 20,000 | 500
TIIZOLEE N Ei N Liilii=] 0 TNIZUAER N Eil] N Ll 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
@ @) @) B [<H% @ mm / it © ) © O O B [SH& © mm / {4 © )
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)#H2 [()FR| (1)EA |dYr278 | (DR | REHHE d—RNo. |DMZE|(QFAR| (7)EE |0V | (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 15 4.5 9° 4 45 4,800  01-00635-00150 1.5 45 9° 4 45 5,900
01-00632-00200 2 6 9° 4 45 4,800 01-00635-00200 ) 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
JRCER L & | 2 9° 6 R N = e 2l St 1 8,700 | 1,700 | 6400| 800 | 9,600| 1,700 | 6900| 850 | 7.200| 1,300 | 4600| 550
01-00632-00500 5 15 9° 6 55 6,800  01-00635-00500 5 15 9° 6 55 8,300
01-00632.00600 6 13 - 5 50 7200 07-00635.00600 6 13 - 6 60 8,600 12 8,000 | 1,200 5,800 800 8,800 | 1,700 6,400 900 6,600 | 1,300 4,200 600
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 . - N .
{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 TIAGE — _ 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 L T IEE L, (1) IBEBETI, *—5—FiE AL3D-2DLC #E (D) ZIBRULTLIZE WL, ¥(7)FBEETY .
How to Order When you order, indicate AL3D-2 (D). #%(7)is reference value. How to Order When you order, indicate AL3D-2DLC (D). 3#(7)is reference value.

(D: 4442 Dia.)

¥ O oxV) FEF. BUEIGTHRELTLES L,
(EHOEL % 20,0000 £ TEAT HEOEKICHEL TIES L)
2. Ty UV RBEMOSBEDBELZERL TS,
%3 T—T0MR. =T F vy IICEVIRE. FLEERENEETIBEFVHIRHEEEL TSV,

I 34 KBIETIHIRO 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.




. ALAD-2
AL4D-2 e 0 1~012 WC AL4D-2DLC

ZILSINITA2MAIAMEIRIRIIL 2144142
2-Flute L/D=4 End Mill for Aluminium Total 14 sizes

ALAD-2DLC 7%, 4y, DI

DLCO—71>7 FAINIA2EIMEIRIVRIN 21441
DLC COATING 2-Flute L/D=4 End Mill for Aluminium Total 14 sizes

45° M

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

IHISRIEFSZE R Recommended Milling Conditions

Work Material A1070 A2017-A5052-A7075 AC8C
) |
< )
- AL
UJEIJ’EE 190m/min 280m/min 150m/min
C
utting Speed
o syt o sy {RIE {RIE {RIE
o T O o r O - G . a1 . a1
ST < o3 < Side Milling Side Milling Side Milling
& Srsoe g IR S o : _ : _ : \
° © © © Dia [EE 34 XV EE ClEREL RV EE [ClEREL XV EE
g ‘ L ‘ a. Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
L | L |
min”' mm/min min”' mm/min min”' mm/min
@ BLVER TRELCNTEEENMESN. E@EINT TEOU Z il @ NS TOOLMENOEEMUHNSWDLCO—T 1 > 7 =AU,
@ It exhibits stable excellent surface on a wide area and no chattering occurs even during EEBENTICELTVWET, 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 WREIE Work Material
T " = " W = FIS=9hEE . = . i 5 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 g [<% © mm / it © ) © O O 8 [<H& - mm / it © [
Unit [Size : mm / Retail Price : JPY] Unit [Size : mm / Retail Price : JPY] 4 ’| 5’500 650 20,000 840 ‘I 1,500 520
J—RNo. |(D)¥HE|(Q)IR| (7B |dyr78 | (DR | FREME J—RNo. |(DHE|()IR| (7)EAE |d¥178 | (DER | FEMEE 5 12,000 840 17,500 900 9,100 520
Code No. Dia. Length of Cut | NeckTaperAngle | Shank Dia. | Overall Length | 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
010063300150 15| 6 | 9° 4 | 50 | 6300 orooeezoo10] 15| 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 2.5 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 6,100 900 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
01-00633-00600] 6 | 24 | - 6 75 | 9,600  010066300600] 6 | 24 - 6 75 | 11,600 2 5200 1050 729 A0 Syt ey
01-00633-00700 7 28 9° 8 90 | 14,500 01-00663-00700 7 28 9° 8 90 | 17,500
{BIlE Side Milling 0.1D
01-00633-00800 8 32 — 8 90 14,500 01-00663-00800 8 32 - 8 90 17,500 >
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 D577 @ D ' 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
F—5 ik ALAD-2 HE (D) BIERL TSV, (Y EBEETT. AL4D-2DLC #1% (D) ZIRU TS We (7)) EBEE T, (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. BLEIGTHRELTIZS0,
(FEOER# % 20,000@%L = TERT BBEDEERICHERE L TIZE L)
X2 HiR. Fr v I EREDOHBRBECEVIZFERL TS0,
3 T—TVHE. -7 F vy IICEUIRE). FFESHRETIESFVBIRHEEZEBELTZI 0,
e & #4 JBMYEIED 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 0 1~012 WC AL5D-2DLC

ZILSINITA2MASBIRIVRIIL 2144142
2-Flute L/D=5 End Mill for Aluminium Total 14 sizes

AL5D-2DLC 7%, 4qp DIC

DLCO—71>7 FNINIA2EASEIRIVRIN £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

IHISRIEFSZE R Recommended Milling Conditions

Work Material A1070 A2017-A5052-A7075 AC8C
) |
iy 160m/min 230m/min 120m/min
utting Speed
o syt o sy {RIE {RIE {RIE
o T O o r O - G . a1 . a1
ool < oo = Side Milling Side Milling Side Milling
TR P dreoeT - : - : - : \
° © © © Dia [Ol#5%% XV EE ClEREL RV EE [ClEREL XV EE
g ‘ £ ‘ a. Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
L L |
min”' mm/min min’ mm/min min”' mm/min
O ALY —RF. HEWBIRHTRE UERERNT 2=, @ NS TOOL MBEOBEEMNBLDLC O—7 1 7= HRA L. RE™NIC
@ BLVERTRE LI IEREENESN. @RI THUUW BLTWET, 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 19,000 300
WEIEE Work Material WREIE Work Material
FITIREE | = " - PISToREE | = . o 2.5 20,000 400 20,000 400 15,300 300
Aluminium Alloy Copper Resin Aluminium Alloy Copper Resin 3 1 7,000 450 20,000 450 1 2,700 400
(@) O O BT [ - mm / {@i4E : ] (@) O O B [NHE ¢ mm / @4 : ]
Unit [Size : mm / Retail Price : JPY] Unit [Size : mm / Retail Price : JPY] 4 1 2’700 500 ’| 8,000 700 9,600 400
J—RNo. |(DMME ()| ()8R |(@Yr278 | (WER | HREMME J—RNo. |(D%HE (AR | (1)ER | dvr/78 | (OER | RECMGHE 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 ! 7300 650 10,500 900 >200 450
01-00634-00200| 2 10 9e 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 2.5 125 9° 4 50 9,300 9 5,700 700 8,100 1,000 4,300 550
01-00634-00300 3 15 9° 6 55 9,100 01-00664-00300 3 15 9° 6 55 11,000 10 5,100 700 7,300 1,000 3,800 550
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
010063400600 6 | 30 - 6 75 | 11,900 010066400600 6 | 30 - 6 75 | 14,300 2 500 Gl 6,109 U 1e0 St Y
01-00634-00700 7 35 9° 8 90 17,600 01-00664-00700 7 35 9° 8 90 | 21,100
{BIlE 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 | 24,900  01-00664-01000] 10 50 - 10 | 100 | 29,800 D577 @ 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
*—5—75i% ALSD-2 #ME D) EHERL TS 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.
#1 DI EXR)REEG. BLEIGTHRELTIZS0,
(FEOER# % 20,000@%L = TERT BBEDEERICHERE L TIZE L)
X2 HiR. Fr v I EREDOHBRBECEVIZFERL TS0,
3 T—TVHE. -7 F vy IICEUIRE). FFESHRETIESFVBIRHEEZEBELTZI 0,
e & #4 JBMYEIED 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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7ILIES N

ZILIHITAMMIER NI 1T Aurmimm Aoy
ZRIAH D SEIN A OEFN A TIEE

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

TPIWIHGSERIRININI 1.5 EBIR - - P s
I-Jligh Effici(;?cE;Flute End Mill for Aluminium L/D=1.5 Feazture Vvy—"IyvITHUUSRBRLIRIK

ALZ345 ¢ 1 —_~ ¢ 1 2 é 124 ‘U’/fZ“ Minimized chattering even with sharp cutting edge
Total 124 sizes BHAARRA T TROUTVERZH. NTEEOAZLI—FHErEERA TEREU T ARRLET,

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.

EIARITIT

Full Cutting Length Type

45°

R ——

- j m A nv
Side Slot Face | Plunge

B N e ——

Long Neck Type

ALZ345 it
Other Tool Brand

ALZ345 S{E3A 1> I—F L EFEORE
ALZ345 O. D. Cutting edge In-corner surface after finishing

)V < Bt ZER ST ERET

Core thickness design with improved chip evacuation

7ILIRAGEEIVRILIKI 1.5 EBIR (DLC A—F1>7) Fea3t“’e

DLC COATING High Efficient 3-Flute End Mill for Aluminium L/D=1.5

ALZ345-DLC ¢1~9¢12 Toal 17 e

A5052 OENIT ¢ 6mm FEDHZEDTNY < FIREE

45° ALZ345 Eeneral 3-lute hi I . f d h .
DLC A “ Chip removal amount in case of 6mm depth grooving A5052
t'Q: :t Side Slot Face [ Plunge @;ﬁﬁﬂ E ) RE i tuﬂiﬁ;gi?
@ (il | comvmiy | EEBE, | e
~ S removal
BeD? | 12500 750 7,200 27
4%% Features
ALZ345
reae ZAHDSBILZERIR T DIRNIAAR S B e
1 Bottom cutting edge shape realizes plunging to grooving
7SR 2 WX 2ME0E AL2D-2 &1) 1.5 EOREY =R y)[ I -
Achieves 1.5 times higher feed than the 2-flute AL2D-2 type for aluminium. DI 9 1 Machining case 1
- #HI# : A5052 s JTETE .
. NTY A
%ﬂ&unilzﬁgjiﬁ%ﬁ?éﬁﬂmﬂ Work_m?tel:la_l K:ﬁ'rit ﬁlﬂ}] Pocket No chattering even milling
nique end teeth design for plunging TMJEAEIC3*Q3“J-C‘\;E5A3} lJ\ ﬁljtﬁ . 7|.{>b.‘y I\Z][II d—S> » GBI - at the corner part

Plunging on Aluminium alloy with 3-flute, continuous grooving / pocket machining Coolant : Water-soluble fluid Groove

PU<TERL—RICHETS « FSNTESRS : 6 43
RERGFYTRTYh
Large chip disposal pocket

UBETHREN
RELEEA

No step occurred on
shoulder milling

TE
Total machining time : 6 min Face

HOTERAL o
Machining part
MITiE ZBAH b0 e ZBHAH FEY) T e bird: 00 [llalb
Process Plunging Roughing Finishing Plunging Roughing Finishing Roughing Finishing
AT ALZ345 $10 ALZ345 66 ALZ345 1
[EFRER [min']
Spindle speed 11,000 20,000 18,600 20,000 20,000
EDIRE
[mm/min] 300 3,000 2,000 400 2,200 1,100 1,100 500
Feed
Ak E
MIGARES (FYEIRASERESBL TSN ap X ae[mm] ap 10 10%3 15%0.01 ap 5.95 6X%0.05 1X0.3 1X0.005
Please refer to recommended milling conditions Depth of cut
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ZIWINIIEHSWVWT . K WFRPONIIIC
iﬂﬁaﬁjﬁmn 2w 79147

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

T =612

Machining case 2

« #Hl4 : A6061

Work material

« T—=3S b KBIELIHIE

Work size

- ¥NTRE 185

deMMTH I EHS
1Y) < FHEHEE97.2cm?/min&
SHERAIT % XIR,

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

Coolant : Water-soluble fluid
«J)—J%14X:200X100 mm

Total machining time : 18 min

SIRZFEHALEINIICHSWTE.
EEIRARD OO ZHNFHI U
JI—FBTERELE
MNIEZERLET,

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

PULENIAOY IS4 IIVRIN (79— +v27)

AL-3LS ¢5~012 £59(R
b

XILAKNTIIITAEEA

Not recommend for plunging

3-Flute Long Shank End Mill for Aluminium

Total 5 sizes

ﬂﬂ

#%E Features

PO BRI 54E NZALKRTY b
Machining part Peripheral Honeycomb pocket

MITHE FeEY) nlinlvg AU yi: ) Tt e

Process Roughing Finishing Helical milling Roughing Finishing

EATE

g AL3D-345 ¢6

OE5%L [min7]

Spindle speed 17.500

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

Fee ’ ’ ’
o= ap 0.14mm (1&d7=1))

ViAaE apxaemml|  qgx18 | 18x0.1 | AUALR= 2.0mm, BE4 | 18X1.8 18%0.1
P (1 circle) Helical R=2.0 mm Angle 4°

16

e NI #EDEZE%ZR/I\CT DHEREE
1 Optimized flute design to minimize the machining step.

AE#imIC CHAZHTZET. ATV IIIROBRENR/INCERBHRETERALFE U,

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

CH

Corner-C

ITROERENBILZGL

No step mark after machining.
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ALZ345 VI e 1 we ALZ345

7LIHASHEEIY NI 3IMI1.5EIR £124 14X 7 IHAEHEIY RIL3IMA15EIR
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
d 45°
“ B [HE : mm /{818 [
Side Slot Face PIunge Unit [Size : mm / Retail Price : JPY]
32— KNo. D)5z (M)ETE (2)AR FiZON (d)ETE (7)EA @Dy v LEE i
/ Code No. Dia. Under Neck Length Length of Cut Type Neck Dia. Neck Taper Angle Shank Dia. Overall Length Retail Price
TYPE A %ﬂﬁ%g 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
ﬁ& % 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 54 3.45 12° 6 55 9,000 |
}' 7 L ‘ 01-00636-00370 3.7 11.1 5.6 3.55 12° 6 55 9,000 1
IR EE ‘ 01-00636-00380] 3.8 11.4 5.7 3.65 12° 6 55 9,000 1
L°LE NEE T é —— 01-00636-00390 3.9 11.7 5.9 3.75 12° 6 55 9,000 1
o el - H @
OAL LU=, B503 R TTEL LRI TR, I S o E— = S rrass] 4 2 : g > : T a0
MEREAN =57, - !
e . * |, © 01-00636-00410 4.1 123 6.2 3.9 12° 6 55 9500 1
O -ICETFREDYA T - OV TS v 2791 TH0Y 124 51 RIC | 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\;\jofggaur;]%eerwri]?cgetgnegrtﬁht‘.\?pgSa%?jsfcghg 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 4.7 14.1 7.1 45 12° 6 55 9,500 1
WHE ok Vot oy F 01-00636-00480 4.8 14.4 7.2 4.6 12° 6 55 9,500 1
TR & e bz o 01-00636-00490 49 14.7 7.4 4.7 12° 6 55 9,500 1
auminumAloy N|  copper N Resn O ot | * 01-00636-00500] 5 15 75 48 12° 6 55 7,300
o O O LT * 01-00636-00502] 5 25 75 438 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 5mmiLED S0 BB SV SDE < FE0,) 4 (95 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 83 53 12° 6 55 9,100
Ei e I T I P B Dl T U [ e S - T I ) 01-00636-00560] 5.6 168 84 54 12° 6 55 10200 1
= 01-00636-00570 5.7 171 8.6 55 12° 6 55 10,200 1
01-00636-00100 ! 3 15 0.95 ! 20 4 45 >.100 01-00636-00580| 5.8 17.4 87 5.6 12° 6 55 10,200 1
01-00636-00102 ! > 15 0.95 ! 20 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 20 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 1 2o 4 45 7,000 1 % 01-00636-00600 6 18 9 53 — 6 60 7600
01-00636-00130 1.3 3.9 2 1.25 120 4 45 7,000 1 TR 6 30 5 =3 — 6 30 9,700
01-00636-00140 1.4 4.2 2.1 1.35 12 4 45 7,000 1 01-00636-00610 6.1 183 92 59 12° 8 70 15500 1
01-00636-00150 1.5 45 2.3 1.45 1 2: 4 45 5,100 01-00636-00620 6.2 18.6 93 6 12° 3 70 15,500 1
010063600160 1.6 4.8 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 2.7 174 1 2: 4 45 7,000 1 01-00636-00650 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
WLELLEFLEDY 2 5 - Lo L = i 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 01-00636-00630 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 il 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
OLECLCERRIE 22 i EE 2 12° = S SO0 | 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
LU 2.5 75 38 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 11 7.2 12° 8 70 15500 1
DLELLERLE 2 2l = = 12° E EE 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] 7.6 228 14 74 12° 8 70 15500 1
LUy 2.9 8.7 44 275 12° 6 55 9,000 1 01-00636-00770 7.7 23.1 11.6 7.5 12° 8 70 15,500 1
* 01-00636:00300, 3 £ 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 2.95 12° 6 55 9,000 1
01-00636-00320 3.2 9.6 48 3.05 12° 6 55 9,000 1
ALZ345 42 (D) [XETE (M) EERL T REELV, (ERADHEE (D) BIERULT S ) % (7)BBEETT.
How to Order When you order, indicate ALZ345 (D) [x( 1)]. Indicate (L) for Type A . (1) is reference value.

O 1 DFHE- 1 ABFEBHABEE BN FI 55U <IIBEE|DHBBFHHRABREVEDLE LS,

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



ALZ345 ALZ345

TZIWNIHEEERIY R 3IKRHA15EIR EEIEE illi iti
High Efficient 3-Flute End Mill for Aluminium L/D=1.5 tIHEIZR S ZE R Recommended Milling Conditions

K EETEE (S + > 7E15SmmELEQ S0 @R HRLEDE S .) B <% ¢ i /7 548 ¢ P
Re-griding is available (Overall length must be over 15mm. Please inquire for details) Unit [Size : mm / Retail Price : JPY]
3—KNo. O#E | (WETE | ()FIE 2N EFE | (ER | OvryIR | O2E TS b TISZT L 7LRZD ABE i
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 CIHEE

* 01-00636-00803 8 — 12 A - — 8 120 16,800 cmn;pjed 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 St 8 | Under |SpindieSpeed | gmiaz # g |SPindlespeed | zmiag # g |SPindleseeed | zmiag % fImE
01-00636-00820 8.2 24.6 123 3 12° 10 75 19700 1 Dia. L’;lg;l;h 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 8.4 120 10 75 19,700 1 X 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, 12 6l 127 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 ! ! ! ! ! ! ! ! !

* 01-00636-00900 9 27 135 38 12° 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 9.3 279 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 93 120 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
URFGALEANL B 288 Los CE I 10 B 19700 1 6 | 18 | 16500 | 300 | 1,600 | 2,500 | 18600 | 400 | 2,500 | 3,500 | 12,200 | 150 | 1,400 | 2,100
01-00636-00970 9.7 29.1 14.6 9.5 12° 10 75 19,700 1 30 13,200 240 1,300 2,000 14,800 320 2,000 2,800 9,700 120 1,200 1,700
01-00636-00980 9.8 29.4 14.7 9.6 12° 10 75 19,700 1 d d ! d ‘ 4 ‘ ‘ d
01-00636-00990 2.9 29.7 149 97 120 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

* 0100636:01003| 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 10 120 12 80 27,800 1 - 9,900 | 100 | 1,700 | 2,500 | 11,500 | 300 | 2,600 | 3,800 | 7,300 80 1,400 | 2,200
01-00636-01030| 10.3 30.9 155 101 12 12 80 27800 1 10 | 30 | 9900 | 100 | 1,700 | 2,500 | 11,100 | 300 | 2,600 | 3,800 | 7,300 | 80 | 1,400 | 2,200
01-00636-01040 104 312 1>.6 10.2 12° 12 80 27,800 l 50 7,900 80 1,400 2,000 8,800 240 2,100 3,000 5,800 70 1,200 1,800
01-00636-01050 10.5 315 15.8 10.3 12° 12 80 27,800 1 d d ! d ' d ‘ ‘ d
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 16.5 10.8 12° 12 80 19,800 - _
01-00636-01110|  11.1 333 16.7 10.9 12° 12 80 27,800 1 RUED sice Miling 030 8 Shtting 5
01-00636-01120 11.2 33.6 16.8 11 12° 12 80 27,800 1 YhAAKE ="
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 1.2 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 17.6 1.5 12° 12 80 27,800 1 %1 EEHEEVEEG. BLASTRARL TS0,
01-00636-01180 11.8 354 17.7 11.6 12° 12 80 27,800 1 (E#OEHE 20,0000 L TRAT HIBELERICBEL TS ) -
01-00636-01190 | 11.9 357 179 117 120 2 80 27800 1 %2 gégéﬁﬂéifﬂa ZEHUBNIDOEENSERHETT, REHLENSDORAE ([ FREEN %) REZ80%. 7DDHEE50%DEET
* 01-00636-01203 12 = 18 A — — 12 150 32,800 3. Ty I BEMOSZBEDE VY EBA LTI EE L,
* 01-00636-01200| 12 36 18 8 11.8 — 12 80 19,800 M4 D— VR, S—USTF vy ICE IR, EERENFET DBERTHREETEL T AT,
- - — B = %5 BAZITESICHIW < TABEUPTVESIE. AT v FEWE LTS,
* 01-00636-01202 12 60 18 11.8 12 110 24,600 ﬁotes %6 KCBIELTHIB0 BRI 555 L% T
ALZ345 52 (D) [XB TR (U] 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 1DFRE-H 1 RIRFEBHAEEL B T 5L < EBEG D HEHFEABBVEDLE 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. %3 Use a rigid and precise machine and chuck holder.
34 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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HA1X

Size 1~ ¢ 12 DLC

ALZ345-DLC

ALZ345-DLC

£1791X

Total 17 sizes

7L ZHSHELIY NI IKHNEBEHAR DLCO—FTr1>7)

RS 2 - N
DLC COATING High Efficient 3-Flute End Mill for Aluminium L/D=1.5 B2 442 Z 3R Recommended Milling Conditions

45°

_HAls

Ik TINIZU A TIVIZULEGE FET7INIZ A
Work Material Aluminium Aluminium Alloy Aluminium Cast
orciateria A1070 A2017-A5052-A7075 AC8C
5 YIHLEE . . .
5 3 J—— © Cutting Speed 310m/min 350m/min 230m/min
oo =
ﬁlﬂ q j S - - - XV RE KV RE KV RE
% g EQJ\I—U— g [EL Feed [ELT Feed [EL Feed
p indl indl indl
o " & Teed | mAm | M BE | peed | mdH | & BE | peed | mdH | & I
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 TOOURBOEEMAEWLWDLCO—7 1 >/ ZHHAL. REEINIISELTVWETD, : 4 : 4 : 4
@® Adopted NS TOOL oilg'\nalmDLC COATINGj;hat 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_ S - 7 14,00 | 200 | 1,600 | 2,500 | 15,900 | 400 | 2,500 | 3,500 | 10,500 | 140 | 1,400 | 2,100
JASRSEN BN HE o 8 12,300 | 200 [ 1,700 | 2,500 | 13,900 | 400 | 2,600 | 3500 | 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 L 10 9,900 | 100 1,700 | 2,500 | 11,100 | 300 2,600 | 3,800 | 7,300 80 1,400 | 2,200
N — — ()9E — A @ = e — 11 9,000 100 1,800 2,600 | 10,1700 300 2,600 4,100 6,700 80 1,400 2,200
J—KNo. 1 2 f Y AP 2
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 12° 4 45 6,200 o fAUED Side Miling 03D 7 loting b
Ak e
01-00666-00150 15 45 23 1.45 12° 4 45 6,200 Depth of Cut
01-00666-00200 2 6 3 1.94 12° 4 45 6,200 P 1D
01-00666-00250 2.5 7.5 3.8 2.4 12° 4 45 6,200 *
(D:444% Dia.)
01-00666-00300 3 9 4.5 2.85 12° 6 55 7,800
o %1 O E XD REF. BUEETRELTILZS L,
01-00666-00350 35 10.5 >3 335 12 6 2> 9,600 (G4 % 20,0000 L TEAT 2EEBAKICHEL T REE L)
01-00666-00400 4 12 6 3.8 12° 6 55 8,100 X2 B, vy 7 BEIEDS BEEDE VI EFRAL TIIEE L,
o X3 =TI, ST Fr v IICEVIRE). FLERBENRETDHERVEIRGEEEBL TSIV,
01-00666-00450] 4.5 13:5 68 4.3 12 6 2> 10,100 54 FABMTHICHY < SHBEDCTVBBE. 27 v FEVELT RS,
01-00666-00500 5 15 75 48 12° 6 55 8,800 fﬁi t% %5 KBMYIBBHO SERE BEHLET.
o O %1 Adjust both spindl d and feed at th rate.
01-00666-00550 5i5 16.5 83 5.2 12 6 55 11 ’OOO (W:muesn u:)ingsgrnd\eessr;)eeeeda;o,ogg ofmofe?iirwneesaamee adjustment is required.)
01-00666-00600 6 18 9 58 — 6 60 9100 32 Use a rigid and precise machine and chuck holder.
! 33 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 _ 8 70 13'500 35 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 7]” I $1§“ Machining case
01-00666-01100| 11 33 16.5 108 12° 12 80 23,800 @mTe - ALZ345-DLC ¢ 5
01-00666-01200 12 36 18 11.8 - 12 80 26,100 Tool  "ALZ345-DLC ¢ 6 . .
IITHROINE

« #HEI+ : A2017

Work material

«J—J%14X:100 X 100 X 40 mm

ALZ345-DLC 5% (D) ZER UL TS L,
When you order, indicate ALZ345-DLC (D).

X(1)3BEETT.

How to Order %(7) is reference value.

Hole dimension after machining

. 81 (mm)
Work size Unit
« 7—5 >N KEMIERR ° 178 8 7\H
Coolant : Water-soluble fluid 1hole 8hole
 FEPTESRS : 1158 (11 9%) E
Tcl;tal machining time: 115 sec (11 hole) ¢ 12°” 11.965 11.957
N#/N 9®/ 7 ® 11 | 10973 10.961
0 11sec/hole 9sec/hole
870877 Depths 3 3 g | 7962 7958
x@ 1199 Depths 91275 910°% ¢ : :
x$ 1299 Depth8 10 092 s (mm)
— . -0.05 -0.05 il
OO0 @® °8 o) 37
= == " ; + 3hole
® 0 ° | . | ¢ 10305 9.961
0 K ©
\ i = B\ 3—¢6 -0.05 Depth 6 © ! 0
C) (__,) k_) e/ X9 Bos Depth 6 ! © | ®9°% 8.974
0 T
x @ 10 00> Depth6 © ! | o6 os 5.956
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AL-3LS

ZLINMIAOQY 7+ 29I RIW(T VT —
3-Flute Long Shank End Mill for Aluminium

WC

£5H%10X

Total 5 sizes

AL-3LS

tDEISRHF S E R Recommended Milling Conditions

b%

Slimmed shank suits side milling.

HEIM Work Material

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

HWREL) D+ D TEHINR Y AT 1T IBENT ISR
HERIHIC CEMTZEL. ATy TIIROBREN RN G DE.

A | nv
AN

A
C

TIWRZOAER |\ 2] faiRs
Aluminium Alloy Copper Resin
©) O ©) s
B [ mm / {ii#E : )
Unit [Size : mm / Retail Price : JPY]
J— RNo. (D)5H2 ()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).

24

o IO L TIIZULEE FEE7IIZUA
Work Material Aluminium Aluminium Alloy Aluminium Cast
oricviatena A1070 A2017-A5052-A7075 AC8C
TREE 100~250m/min 150~300m/min 100~200m/min
XV EE X EE XV EE
B Feed [EEE Feed B Feed
o4 ) =z Spindle Speed = el Spindle Speed i I Spindle Speed # 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
COERHERF. IVRINOREHULEN 4D 2EEE LIZED T,
fRED Side Milling 7% Slotting ZEEHUEBNEEL DR B I56E. TRRBEEZSZICLTIES 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 XV RE A%k E
EBAKE ' 1D p exHUE | O Feed Depth of Cut
Depth of Cut ap [ Overhang  |SpindleSpeed | & A& & A&
®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. BUEIGTHRELTIESL,

X2 . Fr v I BEMEDOHEEDEVYEFAL TS,
%3 T—T0EIR. ST F vy IICEVIRE). FEERBNEET DEEFUHIRGEEBEL TILT L,
¥ 4 ACBHEIEPBO 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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7S HIRANIER NS 1T
55D BRUTRE USRI T % XKIR
Realized 5 stable and high eficient machining

TPILIHASERIVRIIL 3RA 3 BEIR

High Efficient 3-Flute End Mill for Aluminium L/D=3

AL3D-345 d1~¢12 991X
BEEES

Ha

T IFEEEES 7RIV 3 3 BIE

High Efficient 3-Flute Corner Radius End Mill for Aluminium L/D=3

AL3D-345R #2xR0.2~¢12xR2 £3991%
o Ha=
e —

&S

Face

#%E Features

Feature
1

KRB AR T IR O U #RE) 2 17 o
MTEFAOREVI-—FHEPEERHTERELVLENIZRELET .

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.

RIXNTHUUST RHEE

Realize no chattering and high efficiency even with high feed rates

Y 7
ll‘i A bttiﬁ tIEBERE DZLIC & B UU ) IRENTEER

Performance Chattering confirmation while changes in cutting speed ; ;
H14RX: 9 6X18 (IR —FiE) fz YAZE ap X ae ‘
Size Length of cut [mm/tooth] [mm] AL3D-345R 5tE3 ‘
- #EI%4 : A5052 Feed per tooth Depth of cut AL3D-345R 0. D. Cutting edge
Work material
cT=5 2 1 KBS 0.0571 18 x 1.8
Coolant :Water-soluble fluid

asps 1 © © © © © © © © ©0
Convﬁ‘?ﬁrﬁtool @ O A X X X X X X

40 80 120 160 200 240 280 320 360
EIEEE VC [m/min]

Cutting speed

26

AT =6

Machining case

- $HElA - A5052 MITE FERL) [ninlpd
. ngi;m;til?lﬂ(jﬁ'ﬁtﬂﬁufﬂl Process Roughing Finishing
Coolant :Water-soluble fluid {EFHTE

AL3D-345R ¢ 6X%XR0.4

« II&ErY 1T X Tool
15 X 35X 18 mm _ .
=227 EIEREL [min']
Machined size Spindle speed 17,500
XV ERE [mm/min]
Feed = 3,000 1,500

thAZE apxae [mm]
Depth ofcutp 18 X 1.8 18 X 0.1

AL3D-345R ek AL3D-345R fEeKim

Conventional tool Conventional tool

15

1t

ST ARt

o o e 4 A b TR Foidhe

VUL O R

UUWEL

No chattering Chattering No chattering Chattering

b5 RiAHH SENTZRITT BEIAIA
2 Bottom cutting edge shape realizes plunging to grooving

ZILZITHA 2#H 3 BXNEK AL3D-2 &£V 1.5 B0EixEL ZRIR !
Achieves 1.5 times higher feed than the 2-flute AL3D-2 type for aluminium.

RiIAKNLICHAZFRIET SENAIR
Unique end teeth design for plunging

ZIW=ZEEICIMATRIAH L. HilFTE- KT MIT

Plunging on Aluminium alloy with 3-flute, continuous grooving / pocket machining
YW FERL—RICHHT S
REBFYTRI YA
Large chip disposal pocket

HIBAZRE FHIRASERZSRUTIETY

Please refer to recommended milling conditions
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AL3D-345

7 IRAEEERI> RI) 3KAMEAR

HA1X

Size 1~ ¢ 12

WC

£29HIX

AL3D-345

YJEISRIEFZSZER Recommended Milling Conditions

High Efficient 3-Flute End Mill for Aluminium L/D=3

Total 9 sizes

é 45°

@ NSOALZ U —X(F. H5WBHRETRE LSRNz XK,

® BELVWERTRE LICNIEFEENME SN, &ENLITEUU) ZHfl,

@ 3MANDIRAT. MITAEEAE L !

@ Al-series realized a stable and high efficient machining.

@ It exhibits stable excellent surface on a wide area and no chattering occurs even during

high speed cutting.
@ Realized high efficiency machining by adopting 3-flutes.

HEIM Work Material

-

MNISEFEIFS

Rmmansioy N| _copper fn O o o
J—RNo. D)5 (2)H& (r)EaA (A>r I8 (D=3 FRAE(AE
Code No. Dia. Length of Cut Neck Taper Angle Shank Dia. Overall Length Retail Price
01-00639-00100 1 3 12° 4 60 6,700
01-00639-00200 2 6 12° 4 60 6,700
01-00639-00300 3 9 12° 6 60 8,500
01-00639-00400 4 12 12° 6 70 9,800
01-00639-00500 5 15 12° 6 80 10,600
01-00639-00600 6 18 = 6 80 11,000
01-00639-00800 8 24 - 8 90 17,400
01-00639-01000 10 30 = 10 100 23,800
01-00639-01200 12 36 - 12 110 28,200
AL3D-345 412 (D) ZBRL TS L, X(7)IBEETY,

TS

« #HI#4 : A5052

Work material

« J—JH4X:250 X 140 mm

Work size

- MRS : 18 mm
Machining depth

« T—=3 7~ 1 KBIELIELE

Coolant: Water-soluble fluid

When you order, indicate AL3D-345 (D).

Machining case

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

Ra:0.192
Rz :1.774
28

%(7) is reference value.

NUBE 0.015mm
0.015mm burr height

J—FEBOVTWEL

No chattering at corner

i TIIZO A TIVIZULEE FETINIZI A
1A Aluminium Aluminium Allo Aluminium C
Work Material Y AT (R
A1070 A2017-A5052-A7075 AC8C
Cuﬂ?é’%fed 300m/min | 220m/min | 220m/min | 330m/min | 240m/min | 240m/min | 250m/min | 160m/min | 160m/min
fAE B ZBHAH = B Z5AH = B ZAH
Side Milling Slotting Plunging Side Milling Slotting Plunging Side Milling Slotting Plunging
3 . Wil - . N . . [ N Wiy N . N .
AN OEf | 2URE | ORH | 20RE | OEY | AURE | OEH | 2VEE | DY | RURE | RN | 2URE | OER | RUEE | OE§ | 2URE | DY | REE
Dia. SpindleSpeed] Feed [SpindleSpeed] Feed [SpindleSpeed] Feed [SpindleSpeed] Feed [spindleSpeed] Feed [SpindleSpeed] Feed [SpindleSpeed Feed [SpindleSpeed| Feed [SpindleSpeed| Feed
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
1 20,000 1,200 | 20,000{ 500 |20,000{ 100 |20,000| 1,200 |20,000f 500 |20,000f 100 |20,000/ 1,200 {20,000 500 | 20,000 80
2 20,000{ 1,800 |20,000{ 700 {20,000/ 150 [20,000( 1,800 |20,000( 700 |20,000| 150 |20,000{ 1,800 [20,000{ 700 |20,000| 130
3 20,000{ 2,000 | 20,000{ 1,000 (20,000 150 |20,000| 2,000 |20,000( 1,000 |20,000|{ 150 ]20,000f 2,000 |17,000f 850 |17,000f 130
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
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
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 | 8,500 80
8 12,000| 2,200 | 9,000f 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
10 9,500{ 2,200 | 7,000{ 1,300 | 7,000 70 110,500| 3,250 | 7,500| 1,500 | 7,500 150 | 8,000( 2,500 | 5,000f 900 | 5,000 50
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
{BIE Side Milling 78 Slotting
| | 03D
UhAHKE ] D
Depth of Cut - >y
3D —
! 1D
A
(D:4¥4Z Dia.)

& &

Notes

¥ OEHMEE)RERF. BLEGTHEELTIES L,

(F#OERHZ 20,0000 ETRAYT 2BEOERICHRE L TIIES L)
X2 . F vy 7 RO S BBEDS VY EEAL TS L,
X3 DT, ST F vV IICEVIRE). FLRBESNIRET DBOFUHIRAEEELTILET L,
¥4 AZNLECE) < THBEW P TVEGF. ATy XD ZE LTS W,

5 JBMLHIBO CERESEDH LET

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.
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AL3D-345R wew S e ) We AL3D-345R

7IIARERIITAIY RI) 3BRAMEIRE é 3944 z\\ YIHISEHEZE R Recommended Milling Conditions

High Efficient 3-Flute Corner Radius End Mill for Aluminium L/D=3 Total 39 sizes

o
BIR
S,ide S,Iot Face
C l.f L p— 7= A FLI=ULES FEFILI=IA
7 Work Material Aluminium Aluminium Alloy Aluminium Cast
oriciatena A1070 A2017-A5052-A7075 AC8C
S 0 YIHEERE . . . . . . . . .
Ay W S . . . < Cutti 300m/min | 220m/min | 220m/min | 330m/min | 240m/min | 240m/min | 250m/min | 160m/min | 160m/min
X S — 3 z i Speed
—s
© / A= B ZBHAH = B Z5AH = B ZAH
R+0.01 2 Side Milling Slotting Plunging Side Milling Slotting Plunging Side Milling Slotting Plunging
+0. L ~
y‘;. = OEf | 2URE | ORH | 20RE | OEY | AURE | OEH | 2VEE | DY | RURE | RN | 2URE | OER | RUEE | OE§ | 2URE | DY | REE
a. SpindleSpeed] Feed [SpindleSpeed] Feed [SpindleSpeed] Feed [SpindleSpeed] Feed [spindleSpeed] Feed [SpindleSpeed] Feed [SpindleSpeed Feed [SpindleSpeed| Feed [SpindleSpeed| Feed
O NSOALY U —X(FE. HSWBEHFTRE LIcERERNT =R, i } i ) e . - : L ) ,_W } - } - ) - .
0 =XV THUUWIREZIE|L [She=E| #RIE, 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
o7 S BEZZ AN |
:ifﬂggjgg;;ﬂiﬁﬁﬁigﬁﬁnaemmacmnmg_ 2 20,000| 1,800 |20,000{ 700 {20,000/ 150 [20,000( 1,800 |20,000 700 |20,000| 150 |20,000| 1,800 {20,000 700 |20,000| 130
@ Achieves high efficiency by suppressing chattering even at high feed machining.
@ Realized high efficiency machining by adopting 3-flutes. 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
w ...1 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
WREIEE Work Material ke .
TNIZULEE N i i3] 0 MIHEFFIFS 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
Aluminium Alloy Copper Resin Machining Case
@) @) @) 6 16,000/ 2,200 | 11,500f 1,100 |11,500| 150 |17,500{ 3,000 |12,500| 1,300 {12,500 200 [13,500| 2,200 | 8500 850 | 8500 80
(17 [SH%  mm / {54 © )
@ %20245F 1 BHFE  Released in January, 2024 Unit [Size : mm / Retail Price : JPY] 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
J—RNo. (B)P4E3 (R) I—F (2)AR (r)EA d>r>I® (D=3 TRAEAAE
Code No. Dia.:t CornerRadiu:: Length of Cut Neck Taper Angle ShankDia.:t Overall Length Retail Price 10 9,500/ 2,200 | 7,000f 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
¢ _ 01-00630-02002 RO.2 6 12° 4 60 7,700 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
L 2 01-00630-02003 2 RO.3 6 12° 4 60 7,700
L 2 01-00630-02004 RO.4 6 12° 4 60 7,700 {BIIE Side Milling 78 Slotting
¢ 01-00630-03002 RO.2 9 12° 6 60 9,700 ol | 03D
* 01-00630-03003 3 RO.3 9 12° 6 60 9,700 thAARE ] - D — |
* 01-00630-03004 RO.4 9 12° 6 60 9,700 Depth of Cut 3D —_—
L 2 01-00630-03005 RO.5 9 12° 6 60 9,700 A 1D
* 01-00630-04002 RO.2 12 12° 6 70 11,200 ‘}
L 2 01-00630-04003 RO.3 12 12° 6 70 11,200 (D: 4442 Dia.)
L 2 01-00630-04004 4 RO.4 12 12° 6 70 11,200 - ]
& 01-00630-04005 RO.5 12 12° 6 70 11,200 1 OEmMEXDERES, FUAGTHEREL TS L,
. 01_00630_04008 RO.S ’] 2 ‘|2° 6 70 ‘] '] ,200 (Iﬁm@%ﬁm% 20,000@$£L\/1J:F1§%6—ét’%églﬁ.‘%(’:gﬁg L/T < f:‘éb‘o)
¢ 01-00630-05002 RO.2 15 12° 5 80 12.100 X2 BINLICBVWTIHTRSALED - FEREEDZVEEZNLT 2156, OEHE60%. %V REZ0NEEICHEL T
* 01-00630-05003 R0.3 15 12° 6 80 1 211 00 MLZEfTS TS0,
e 01-00630-05004 R0'4 o 12° 6 20 12'100 X3 W, Fr v I REIEDSDBEDEVIEFAL TSI,
o T 01-00630:05005 5 R0-5 = e : 0 12’100 %4 T—T0HE. -7 F vy IICEUIRE). FREEEHNRETDIESFUBIZRHEEELTIIZI0,
00630- - ; ' X5 BABMMIBICYIL < THBFVPTVESE. 27y PN EL TR L,
¢ 01-00630-05008 RO.8 15 120 6 80 12,100 1fﬁ0t f %6 ACRHTIMNBED CERE BEH LET .
* 01-00630-05010 R1 15 12 6 80 12,100 ¥ 1 Adjust both spindle speed and feed at the same rate.
* 01-00630-06002 RO.2 18 - 6 80 12,600 (When using spindle speed 20,000 or more, the same adjustment is required.)
* 01-00630-06003 RO.3 18 _ 6 80 12,600 % 2 When machining shallow grooves where the cutting depth is about the corner radius of the tool,
. 01-00630-06004 RO.4 18 N 6 30 12 600 adjust the spindle speed to 60% and the feed rate to 60%.
6 - . % 3 Use a rigid and precise machine and chuck holder.
¢ 01-00630-06005 RO.5 18 - 6 80 12,600 % 4 Adjust milling conditions when vibration and abnormal sounds occur by the conditions of the machine, chuck holder and work clamping.
L 4 01-00630-06008 R0.8 18 - 6 80 12,600 % 5 When tending to have chip packing during drilling, step milling is recommended.
* 01-00630-06010 R1 18 - 6 80 12,600 % 6 Water-soluble fluid is recommended.
¢ 01-00630-08003 RO.3 24 - 8 90 20,000
L 2 01-00630-08005 RO.5 24 = 8 90 20,000
L 2 01-00630-08010 8 R1 24 - 8 90 20,000
L 2 01-00630-08015 R1.5 24 - 8 90 20,000
L 2 01-00630-08020 R2 24 - 8 90 20,000
L 2 01-00630-10003 RO.3 30 - 10 100 27,300
L 2 01-00630-10005 RO.5 30 - 10 100 27,300
L 2 01-00630-10010 10 R1 30 - 10 100 27,300
L 2 01-00630-10015 R1.5 30 - 10 100 27,300
L 2 01-00630-10020 R2 30 - 10 100 27,300
L 2 01-00630-12003 RO.3 36 - 12 110 32,400
L 2 01-00630-12005 RO.5 36 - 12 110 32,400
L 2 01-00630-12010 12 R1 36 - 12 110 32,400
L 2 01-00630-12015 R1.5 36 = 12 110 32,400
* 01-00630-12020 R2 36 - 12 110 32,400
AL3D-345R 542 (D) X I—F#Z (R) ZHERL TS L, (1) 3BEETY.
How to Order When you order, indicate AL3D-345R (D)x(R). %(7) is reference value.
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Reducing chattering even for milling at corner and curved surface.

7ILIE
Aluminium Alloy

T)LEHDIFHT:—}LIV R=)L BallEnd Mill for Aluminium

ALB225 RO.3 ~ R6 2 26 (2

Total 26 sizes

it == CIF
Full Cutting Length Type “
d D[P

I
Long Neck Type y h5 \/
DLC O—F1>7 ZIIIIAHAAR—=INI>KRI)L DLCCOATING Ball End Mill for Aluminium

ALB225-DLC RO.3 ~ R6 o

i e [
Full Cutting Length Type

¢dl|

nY7%y7917 e S ——————————— i
Long Neck Type "

!F%E Features

Feature Vv —TITvITHUUSIELAIRAR
1 Minimized chattering even with sharp cutting edge

PRI R TN IR0V IREZMNE. NTAFHOXEVI—FBeERFH 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.

25°

AN

4 EELLER W ALB225 AR

Performance

- #iHl#4 - A5052

Work Material

ALB225 Oth«!gi%lljgrand

ALB225[33;00—FICHNTH
UCUWHREEITRIFGITEZRER

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

32

1J|]I$1§IJ Ma;hining case

- #EIM 1 A6061
Work material
cJ—=FN:FITILIRXB
Coolant : Oil mist

e J—JH 14X :100 X 60 mm

Work size
« $SNITESRY : 3 BFRS 20 &9

Total machining time : 3hr20min

==ED | ‘ .
MITHE T it L AL B L fEE
Process e Semi-Finishing Stock Removal Stock Removal @
ERIE ALB225
bk ALB225 R3X 12 R1EXDEX1S ALB225 R1X 1.5 20
[Cl#ERg [min']
Spindle speed 20,000 18,000 12,000
i) i [mm/min] 7,500 3,000 2,000 1,200 2,000
tAAE ap Xae[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% U [mm]
Stock 0.1 0.05 0.05 0.05 -
IOTEERS [min]
Machining time 14 24 8 24 130

XVIEE 7,500mm/min EWSERICEVWREICHEVTE. L/D=20 OFRHTHUVV W 2RESE T, BELL LTHZ

VU ZRESEBITRELEINIZRIRELTVET, FKRULET,
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. VO EL

No chattering

VU OFRELPTWLI—FEB.
Z1Ly MBICEVTH
BEUVEINIZRRELET
Stable machining at fillet part where
the chattering is easy to occur.

VU R#E
Chattering

IR
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Y14 R
sizze R0.3 ~ R6 WC

ALB225

FLSNMIAR—LIVRIIL

Ball End Mill for Aluminium

226 12X

Total 26 sizes

= | ]

TYPE A 2ARITT

Standard Type

o e==T
@ o=

R+0.01 2
L

TYPE B:OY T Xxv7917F
Long Neck Type

d2
\
j:

sCe=—=T ——} |5

N
S

R%0.01

21 ‘
L

@ NS TOOUMBEDOHIFIKIC LY . I—FEPAIENTI OOV Z i,

@ NS TOOL unique flute design reduces chattering at corner and side milling.

HEIM Work Material

L

TJLE_;ﬁAﬁ‘ﬁ N il ﬁ’ﬂﬂ"é’ 0 :
Aluminium Alloy Copper Resin NIEFEIFS
O O O Machining Case

BT [P+ mm / {Hi#E : [
Unit [Size : mm / Retail Price : JPY]

H1 R
Size RO.3 ~ R6 DLC

ALB225-DL

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

226 41X

Total 26 sizes

2]

sdil
hs IR 4

TYPE A 2ARYT1S

Standard Type

_ Y R
f$§ = o E— ng

TYPE B:OY72xv7917
Long Neck Type

T
1

[a]
S

R£0.01 _QJ

@ NS TOOURBDOHEEMABWVDLCO—T 1 > 7 ZHRA L.
REBMNICGELTVEY,

@ Adopted NS TOOL original DLC COATING that suitable for long time machining.

N

01 ‘
L

RHEIM  Work Material

TNRZOLAESR |\ il Liali 0
Aluminium Alloy Copper Resin
©) O ©)

B [ : mm / {ii#E : )
Unit [Size : mm / Retail Price : JPY]

ALB225
ALB225-DLC

IHISRIEFSZE R Recommended Milling Conditions

FILIZULEE

Aluminium Alloy

J—RNo. |Rf-IE| () AR | (METR | FAK | OHE |(QETR| (NER | V178 | O2R | REHS J—KNo. |Ri-I48 | (0)FR |(METR| K | DR |(ETE| (V)EA | 071278 | 2R | REfIE
Code No. | Radius |LlengthofCut | UnNedlengh | Type | Dia. | NeckDia. | NedTapertogk | Shank Dia. | Orllengh | Retail Price Code No. | Radius | LengthofCut | Undrhelengh | Type | Dia. | NeckDia. | NeTapringe | Shank Dia. | Owerallengh | Retail Price
01-00638-03001| RO.3 | 0.45 3 B | 06]056 | 12° 4 60 | 4,900 01-00668-03001| RO.3 | 0.45 3 B | 06]056]| 12° 4 60| 7,100
01-00638-04001| RO.4 | 0.6 4 B | 08]|076 | 12° 4 60 | 5,400 01-00668-04001| R0.4 | 0.6 4 B| 08]0.76| 12° 4 60 | 7,600
01-00638-05001 2 - Al - 12° 4 60 | 3,700 01-00668-05001 2 - Al - 12° 4 60| 5,900
01-00638-05011| R0.5 B |1 095 | 12° 4 60 | 4,700 01-00668-05011| R0O.5 5 B |1 095| 12° 4 60 | 6,900
01-00638-05013 075 10 B | 1 095 | 12° 4 60 | 5,000 01-00668-05013 075 10 B | 1 0.95| 12° 4 60| 7,200
01-00638-07501 3 - Al 15 - 12° 4 60 | 4,400 01-00668-07501 3 - Al 15 - 12° 4 60| 6,600
01-00638-07511| R0.75 75| B | 15| 145 12° 4 60 | 4,800 01-00668-07511| R0.75 75| B | 15| 145 12° 4 60| 7,000
01-00638-07513 B 15 B | 15| 145 | 12° 4 60 | 6,000 01-00668-07513 1 15 B | 1.5]145]| 12° 4 60| 8,200
01-00638-10001 4 - Al 2 - 12° 4 60 | 3,600 01-00668-10001 4 - Al 2 - 12° 4 60| 5,800
01-00638-10011| R1 10 B | 2 194 | 12° 4 60 | 4,400 01-00668-10011| R1 10 B| 2 1.94 | 12° 4 60| 6,600
01-00638-10013 12 20 B | 2 194 | 12° 4 60 | 4,800 01-00668-10013 12 20 B| 2 1.94 | 12° 4 60| 7,000
01-00638-15001 6 - Al 3 = 12° 6 60 | 4,600 01-00668-15001 6 - Al 3 = 12° 6 60| 6,900
01-00638-15011| R1.5 15 B | 3 285 | 12° 6 60 | 5,900 01-00668-15011| R1.5 15 B| 3 285 | 12° 6 60| 8,300
01-00638-15013 25 30 B | 3 285 | 12° 6 70| 6,900 01-00668-15013 23 30 B| 3 285 | 12° 6 70| 9,600
01-00638-20001 8 - Al 4 - 12° 6 70| 5,200 01-00668-20001 8 - Al 4 - 12° 6 70| 7,800
01-00638-20011| R2 20 B| 4 3.8 12° 6 80 | 6,600 01-00668-20011| R2 20 B| 4 3.8 12° 6 80| 9,200
01-00638-20013 3 40 B | 4 3.8 12° 6 90 | 8,300 01-00668-20013 } 40 B| 4 3.8 12° 6 90 | 10,900
01-00638-25001 10 - Al 5 = 12° 6 80| 5,700 01-00668-25001 10 - Al S5 = 12° 6 80| 8,400
01-00638-25011| R2.5 25 B |5 4.8 12° 6 80| 7,500 01-00668-25011| R2.5 25 B| 5 4.8 12° 6 80| 10,100
01-00638-25013 3 50 B |5 48 12° 6 100 | 9,700 01-00668-25013 32 50 B| 5 4.8 12° 6 100 | 12,800
01-00638-30001 12 - Al 6 - - 6 90 | 6,400 01-00668-30001 12 - Al 6 - - 6 90| 9,500
01-00638-30011| R3 30 B |6 5.8 = 6 90 | 8,300 01-00668-30011| R3 30 B| 6 5.8 = 6 90 | 11,300
01-00638-30013 6 60 B| 6 58 - 6 120} 10,600 01-00668-30013 6 60 B| 6 5.8 - 6 120 | 13,900
01-00638-40001 | R4 16 - Al 8 = = 8 90 | 12,000 01-00668-40001| R4 16 - Al 8 = = 8 90 | 15,600
01-00638-50001 | R5 20 - A |10 - - 10 100 | 15,300 01-00668-50001 | R5 20 - A |10 - - 10 100 | 19,100
01-00638-60001| R6 24 - A |12 = = 12 110 121,800 01-00668-60001| R6 24 - A |12 = = 12 110 | 26,100

o ALB225 R— LR (R) X NE(0) [X B TR0 EERLT S,
How to Order When you order, indicate ALB225 (R)x(2) [x(21)].
#(7)IBEETY,

#%(7)is reference value.
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=T ALB225-DLC A—JL#4E (R) X 0 (0) [XEFR(0)EERLT S,
How to Order When you order, indicate ALB225-DLC (R)x(2) [x(21)].

#(7)FBEETT.

%(7) is reference value.

HRHIF A2017-A5052+-A7075
Work Material —
RN RS
Normal Speed High Speed
TEREHLE
Tool Overhung L/Dz10 L/D<10
N DCEREL XV RE thAHE [EE R0 KV ERE thA#E
R 1 X AR E];ﬁ( Spindle Speed Feed Depth of Cut Spindle Speed Feed Depth of Cut
Radius Length of Cut Lenath
&ng min’ mm/min dp mm demm min’' mm/min dp mm demm
0.3 0.45 20,000 1,000 0.1 0.2 40,000 2,000 0.1 0.2
0.4 0.6 4 20,000 1,000 0.1 0.2 40,000 2,000 0.1 0.2
2 - 20,000 2,000 0.3 0.3 40,000 4,000 0.3 0.3
0.5 0.75 20,000 1,500 0.3 0.3 30,000 3,000 0.3 0.3
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
0.75 1.1 7.5 16,000 1,600 0.3 0.5 30,000 3,000 0.3 0.5
1.1 15 10,000 1,000 0.2 0.3 20,000 2,000 0.2 0.3
4 - 20,000 2,000 0.5 0.5 30,000 4,000 0.5 0.5
1 1.5 10 15,000 1,500 0.3 0.5 20,000 3,000 0.3 0.5
1.5 20 12,000 1,200 0.2 0.5 15,000 2,000 0.2 0.5
6 - 18,000 2,000 0.6 1 25,000 4,000 0.6 1
1.5 2.5 15 15,000 1,600 0.6 1 20,000 3,000 0.6 1
2.5 30 12,000 1,200 0.3 1 15,000 2,000 0.3 1
8 - 14,000 2,000 0.5 1.5 20,000 4,000 0.5 1.5
2 3 20 12,000 1,500 0.5 1.5 16,000 3,000 0.5 1.5
3 40 8,000 1,000 0.3 1.5 12,000 2,000 0.3 1.5
10 - 12,000 3,000 0.8 1.8 20,000 5,000 0.8 1.8
2.5 3.5 25 8,000 2,000 0.8 1.8 15,000 3,000 0.8 1.8
3.5 50 5,000 1,500 0.5 1.8 10,000 2,000 0.5 1.8
12 - 12,000 3,000 1 2 20,000 5,000 1 2
3 6 30 8,000 2,000 1 2 15,000 4,000 1 2
6 60 5,000 1,200 0.6 2 10,000 2,000 0.6 2
4 16 - 10,000 2,000 1 2 15,000 3,000 1 2
20 - 8,000 2,000 2 3 12,000 3,000 2 3
6 24 - 6,000 2,000 3 4 10,000 3,000 3 4
X1 HAXEDApEEABDTHAKRS, deld®y 7 71— RaERLET .
X2 MERFEXNREQ. BUEEGTREREL TIIZS0,
(Hf D EEr 7z 20,000 BEE_E TERAT 2586 EKICHATE LTI L,)
X3 . Fr v 7 RBAIMDSZEEDEVEDEFEALTIIES 0,
%4 D78, 1) 2T F vy LK UIRE.
FLFEBHREETD2BEFVBEIERHEEZEBL TS L,
ﬁmf %5 ACEMTIMEBO AT SEOLET.

%1 Depth of Cut: dp=Axial Depth of Cut / de=Radial Depth of Cut.
%2 Adjust both spindle speed and feed at the same rate.

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

%3 Use a rigid and precise machine and chuck holder.
%4 Adjust milling conditions when vibration and abnormal sounds occur according to the rigidity of the machine and the

chuck holder, or work clamping condition.
%5 Water-soluble fluid is recommended.
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T140-0014 RRERGR)IXAH 1-28-1 (ERFBIEXHEIERFTE L 6F
TEL. 03-3774-2459 FAX. 03-3774-2460

-\ BEEIE RS EDOEE  Attention on Saety

BiffCRT 2 HESE cosmuant

(A1 IE Bi&
s 0120—11-5924

S{HF™ 9:00~12:00/13:00~ 17 :00
(£ -8 -8 - Z#AEBEZR<)

1) TR25 -2 5MY)HTERE, TRORUE LY. DEPEFICEEMALVEIC, BHICEE
LTSN,
2) Ih A EERF THALVRICL T EE W,
3) TExEAT AR, WIBTARRI BN ETOT, BDFHN— - REXHXEEMAL LS,
4) FNFFE, TEPMIABICRE - MEBABL TS L,
TEEANFICLop) EBEL. ImRNEMABLIICL TS,
5) #HI#IE. Lo WEEL T EE L,
6) TERUHEIMOTER. H5P COHRBLTHNTL LS,
7) DIHIRMFIE . T PERBMICEE T, RETIVEIHVET,
8) AEICIE U THIHIA 238 E L T £ Ve RKBMHIME AT 315813 MIBFICRET ZNIE
PHIBTEIK, KKDOBRD HY T, BIAMEEBTITo TSN
9) EARICRE (IHIE - 18 rRELABEE. B5ICEBEED T L&,
10) TEDBER LEVTLEE L,

1) When removing tools from cases, be careful of getting-out of tools and don't touch directly
the cutting edges.

2) Never touch the cutting edges directly with bare hand.

3) Use safety covers and eye protection, as tools may be broken.

4) Use holders, etc. that match the tools and nature of the processing operations.
The tool should be firmly attached to the holder to prevent shaking.

5) The work materials clamp firmly.

6) Make sure of dimensions of tools and work pieces before starting operation.

7) ltis necessary to adjust conditions according to the dimensions of work materials and the machine.

8) Select a cutting fluid appropriate to the particular usage. Using a non-water cutting
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.

24'01
Aluminium_D1_202401

VEGETABLE
©IL INK

JOA-QMBO%6  JOA-EM3T12

WENYO7ICBHORRMRE. BE - URDLHFERZEET BN TINET,
Specifications may change without notice for improvement.



