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End Mill Series for Aluminium

AL2D-2 AL2D-2DLC
AL3D-2 AL3D-2DLC
AL4D-2 AL4D-2DLC
AL5D-2 AL5D-2DLC

ALZ345 ALB225
ALZ345-DLC ALB225-DLC
AL3D-345

AL-3LS
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List of end mill series for machining Aluminium

AL2D-2 $05~ ¢ 12 @
AL2D-2DLC 05~ 012 @
AL3D-2 o1~012 @
AL3D-2DLC ¢1~012 @
ALAD-2  s1~012 @
ALAD-2DLC ¢1~012 @
AL5D-2  ¢1~012 @
AL5D-2DLC ¢1~¢12 @
ALZ345  o1~012 €

ALZ345-DLC o1~012 ) [I0]FEY

AL3D-345 o1~ ¢12 A W
AL-3LS o5~ 012 )
ALB225 Ro3~R6 @)

ALB225-DLC Ro3~r6 @)
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Total 351 sizes
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s#Cutting depth would be changed by the length df tool overhang.
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Reducing chattering and burr by specialized cutting edge design for aluminium.

AREHED 2 8
L/D=2

AREHNED 2 & DLC I—F 1 > 71t

L/D=2 DLC coating

AREMNED 3 &

L/D=3

IREHED 3EDLC I—FT 1 7

L/D=3 DLC coating

AREIHED 4 18

L/D=4

ARBHNED 4 & DLC O—F 1 > 71

L/D=4 DLC coating

NRIIHED 5 15

L/D=5

ARIFHNED 5 & DLC I—F 1 > 71t

L/D=5 DLC coating

3 MHATRIAGZH SBEINTADEGI LA TIEE

3-flute . Continuous machining from plunging to slotting

3MATRAAZD SBINTIADEFIIATIAE. DLC O—7F 1 > 7 &E

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

3 A TEAHZD SEINTADEFAI LA TIHE
BIENTIES 3 EIRICK ) EHER

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

ZLIMIESWT. KUFRMONTICHRTEER T > I =+ 27917

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

J—FEONI. HEAZROINITE. TUL Z i

Reducing chattering even for milling at corner and curved surface

DLC O—7 1 >7 DIRATREN
J—FEONI. HEERONITE. TUL Z i

DLC coating applied for longer tool life
Reducing chattering even for milling at corner and curved surface
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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
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2-Flute Square End Mill for Aluminium

L/D=2

AL2D-2

$ 0.5~ ¢ 12

L/D=3

AL3D-2

e e

o1~ ¢ 12
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2-Flute Square End Mill for Aluminium

L/ D=4

AL4D-2

o1~ ¢ 12

L/D=5

AL5D-2

o1~ ¢ 12

2 AR/ >3—H)

£ 38 /X
Total 38 sizes

3 fENR(C/ >3-

214 94X

Total 14 sizes

4 EARC>3—N)

214 94X

Total 14 sizes

5 EAR(/>3—N)

214 94X

Total 14 sizes

£ 6 S« I

L/D=2 2 BIR DLICO—F1>7

AL2D-2DLC
=

¢ 05~¢d 12 £22294X

Total 22 sizes
L/D=3 3EIRDLICO—FT1>7

AL3D-2DLC
e

214 94X

Total 14 sizes

i

o1~ ¢ 12

B S

AL4AD-2,ALSD-2(F B TIF R L E B Ao

¥ Slotting is not recommend.

L/D=4 4 IR DLICO—FT1>7

AL4D-2DLC
S—— )

1~ 12 =£21454X

Total 14 sizes
L/ D=5 5 A& DLCO—F 17

AL5D-2DLC
P 3

d1~d12 21494X

Total 14 sizes
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Features

Fk Vv —F Ty I THUUSHBOTIRAR
1 Shape Minimized chattering even with sharp cutting edge

KRB AR TIN TR O U V) $iREh 2

NISEOAREVWI—FEBPEERRFTERELLNIZRIELE T,

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.

T4 EELEER
Performance
- %%t : A5052

Work Material EECE:SE*E ﬁ__.'éﬂy Uhj.JDI {:EJ:(??JDI
cJ—S2 N AGHETERR C oughing inishing
Coolant :Water-soluble fluid =
- MO 1 X EALE ALSD-2 ¢6
12.5 X 35 X 30 mm
Machined size @Eﬁ [min]
Spindle speed 12,000
XVRE [mm/min]
Feed = 800
hAHE
apXae [mm] 30 X 0.6 | 30 x 0.06
Depth of cut

4

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

AL5D-2

T e ]

UYL

No chattering

AL5D-2 fthtt e
Other Tool Brand
oUWiEL UUWEE
No chattering Chattering

fhst 5

Other Tool Brand

UUWRE

Chattering

ALSD-2DETHIERE 340m/min ~ 360m/minMIBLEWVEREICS W T 2RESE T MIEFOARE VI—FEPEREMt

THERELENIZRRELET,

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
AL2D-2DLC

H1X
size ¢ 0.5~ ¢ 12 WC

H1Z

Size ¢ 0.5~ ¢ 12 DLC

AL2D-2

AL2D-2DL

DLCO—F1>7 FLAINMIA2BIASHRIVRIN 22241
DLC COATING 2-Flute L/D=2 End Mill for Aluminium Total 22 sizes

ZILSINITA2MAEIRIRIIL
2-Flute L/D=2 End Mill for Aluminium

23841

i HISRIFSZER Recommended Milling Conditions
Total 38 sizes

ST=r 1Y
) e 2]
S,ide S,Iot ace S,ide S,Iot Face
Lﬂ' l.(ﬁ \" Lﬂ, ll.’ﬁ \‘ o FILIZIL FLIZOAES BT L
7 7~ . Aluminium Aluminium Alloy Aluminium Cast
etk A1070 A2017-A5052-A7075 ACSC
w ' |
. j | o
DHiEE 340m/min 270m/min 380m/min 300m/min 280m/min 200m/min
utting Speed
o . o . Az & Az & Iz &
OS ml—'——” 2 [S) 3 N—’@J——gﬂi 2 Side Milling Slotting Side Milling Slotting Side Milling Slotting
N Bk 5 | AN 3 5 &
! s , ° ! ° . ° Dia. OlEnEy | XVERE | OEH | XV&ERE | DR | XVRE | OEH |XDERE | O (XDEE | 08 | XVRE
‘ ‘ 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 —RF. HEWBIRHTRE UERERNT 2 X1, @ NS TOOL HBEOEBEUNEWDLC O—F v > 7 #FAL. RE-ENIC
® X '_\/\07_7*_7\/1‘515*_17::%@_”"?2 %EESJ{T° BLTLWET, - ‘ . B 0.5 20,000 400 | 20,000 200 | 20,000 400 | 20,000 300 | 20,000 400 | 20,000 300
: f/Lés:ezrlteg ;’ssrllez;;i ?i;tigliotlye:r?grggggfglgfzggiﬁlfglprgénce. @ 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
BRAIFE work Material BRI work Material 2 20,000 | 1,000 | 20,000 600 [ 20,000 | 1,000 | 20,000 600 [ 20,000 | 1,000 | 20,000 600
TNIZILEER i i3] TNIZILER il Ll
Aluminium Alloy N Copper N Resi: Aluminium Alloy N Copper N Resi‘: 25 20,000 | 1,200 | 20,000 700 | 20,000 | 1,200 | 20,000 700 | 20,000 | 1,200 | 20,000 700
BT [N & : [ 7 [N s : [
e o O e o O O it e { e e 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 |(QIR| (7)EE | y1078 | (DR | FEMES J—RNo. |(D)#H2 [()FR| (7)EA | (Y1278 | (DR | FEHE 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
01-00631-00050 0.5 1 9° 4 45 3,800 01-00661-00050 0.5 1 9° 4 45 4,600
T 06 12 9° 4 45 4,600 010066100060 06 12 9 2 5 5 600 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 g; 12 g° j j? 2288 01-00661-00070 0.7 14 9° 4 45 5,600 7 15,500 | 1,800 | 12,300 900 [ 17,300 | 2,300 | 13,600 | 1,300 | 12,700 | 1,700 9,100 800
01-00631-00080 d . ° °
01-00631-00090 09 18 9° 4 45 41600 WS D 0.8 16 9 4 45 5,600 8 13,500 | 1,800 | 10,700 | 1,000 | 15,1700 | 2,400 | 11,900 | 1,300 | 11,1700 | 1,800 8,000 800
or-0063100100 | 1 2 > 4 | 45 | 2000  _ooeeroom ‘1"9 ;'8 Z j jé ;‘;88 9 12,000 | 1,800 | 9,600 | 1,000 | 13,400 | 2,400 | 10,600 | 1,300 | 9,900 | 1,800 | 7,700 | 800
01-00631-00110 11 22 9° 4 45 4,600 01-00661-00100 ,
LT Ry T2 dece”  orwmars | 15 | 3 9 s | 45 | 3,500 10 10,800 | 1,800 | 8,600 | 1,000 | 12,100 | 2,400 | 9,600 | 1,300 | 8900 | 1,800 | 6,400 | 800
010063100130 | 1.3 26 9° 2 45 | 4600 01-0066100200 | 2 4 9° 4 45 | 3,500 11 9,800 | 1,900 | 7,800 | 1,000 | 11,000 | 2,500 | 8,700 | 1,300 | 8,100 | 1,800 | 5,800 | 800
UL R e 28 £ 4 45 | 4600 01-00661-00250 | 2.5 5 9° 4 45 | 4600 12 9,000 | 2,000 | 7,200 | 1,100 | 10,100 | 2,500 | 8,000 | 1,400 | 7,400 | 1,800 | 5,300 | 900
01-00631-00150 1.5 3 9° 4 45 2,900 01-00661-00300 3 6 9° 6 50 4,600
01-00631-00160 1.6 3.2 9° 4 45 4,600 01-00661-00350 35 7 9° 6 50 5,600 {AIET Side Milling 8 Slotting
01-00631:00170 | 1.7 34 9° 4 45 4,600 10066100000 | 4 3 9 6 50 2700 0.2D <2, |
01-00631-00180 | 1.8 36 9° 4 45 4,600 s : . — J
01-00631-00190 1.9 3.8 9° 4 45 4,600 010066100450 | 4.5 o o 6 EE 6,200 A% i ]
010063100200 | 2 2 9 2 75 2'9 0 01-00661-00500 | 5 10 9° 6 55 5,200 Depth of Cut 1.5D 1D
i S !
01-00631-00210 2.1 4.2 9° 4 45 5,300 01-00661-00550 5.5 11 9 6 55 6,400 \
01-00631-00220 2.2 4.4 9° 4 45 5,300 01-00661-00600 6 12 - 6 55 5,400 {
010063100230 | 2.3 4.6 9° 4 45 5,300 01-00661-00700 | 7 14 9° 8 70 | 10,200 (D:444% Dia.)
01-00631-00240 2.4 4.8 9° 4 45 5,300 01-00661-00800 8 16 - 8 70 10,200 e 1| ) SICES o
PP p— >s : % 4 a5 3800 Pr—— i ¥ @Eﬁ%ﬁlc‘:}i )RE . ﬂ%\:.]:u'(ﬁ]% b'CE<£ Q_E\o N .
. 9 18 9 10 /5 | 13,100 (8O 20,0000%EL L TEAT 2BE EKICERL TS L)
URLEIRED || 2n9 5.2 > 4 45 5300 010066101000 | 10 20 - 10 75 | 13,100 M2 B, F vy 7 ERINOSHBBENSLIEBAL TS,
e el ot Tt B L3I o [ 11 | 22 | 9o | 12 | 80 | 19,100 H3 T IO, S— ST F vy Dl KRR, FRRENRAT HEA A EEE LT A,
i - : - S L 01-00661-01200 12 24 _ 1 2 80 1 911 00 ﬁﬁ % '>:<4 7J<§’|‘iﬂ]ﬁ”5930) :1%%%23&&) L/ i 3—0
01-00631-00290 2.9 5.8 9 6 50 5,300 —— ALZD-2DLC SV (D) EER LT < P, (7 ABEETT Notes % 1 Adjust both the spindle speed and feed at the same rate.
01-00631-00300 3 6 9° 6 50 3,800 When y-ou order in‘;me ALZIIEIDTDLC(D). e ><(77) s rleenL_e valte. (When using spindle speed 20,000 or more, the same adjustment is required.)
01-00631-00350 3.5 7 9° 6 50 4,600 % 2 Use arigid and precise machine and chuck holder.
01-00631-00400 4 ) 9° 6 50 3,900 % 3 Adjust milling conditions when vibration and abnormal sounds occur according to the rigidity of the machine and the chuck holder, or work
01-00631-00450 4.5 9 9° 6 55 5100 clamping condition.
- . % 4 Water-soluble fluid is recommended.
01-00631-00500 5 10 9° 6 55 4,300
01-00631-00550 5.5 11 9° 6 55 5,300
01-00631-00600 6 12 - 6 55 4,500
01-00631-00700 7 14 9° 8 70 8,400
01-00631-00800 8 16 - 8 70 8,400
01-00631-00900 9 18 9° 10 75 10,900
01-00631-01000 | 10 20 - 10 75 10,900
01-00631-01100 | 11 22 9° 12 80 15,900
01-00631-01200 | 12 24 - 12 80 15,900

A==k
How to Order

6

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

H(T)IFBEETT .

3%(7) is reference value.



H1X
Size 1~ ¢ 12

AL3D-2

WC

2149404

Total 14 sizes

ZILSINITA2MAMBIRIRIIL
2-Flute L/D=3 End Mill for Aluminium

AL3D-2DL

H1Z

Size 1~ ¢ 12

DLC

DLCO—F1>7 7IIMIA2KHMBARIVRIN 214440

DLC COATING 2-Flute L/D=3 End Mill for Aluminium

Total 14 sizes

AL3D-2
AL3D-2DLC

HISRIFSZER Recommended Milling Conditions

45° e 25° 1[5
A LA
é AN AN | oo
< 7 L= RPN o -—
m IV L TILVIZUALGE BETIWNIZI A
L/ h’ \’ L/ h’ ’ W *fﬁ,:”? ial Aluminium Aluminium Alloy Aluminium Cast
DHiEE 300m/min 220m/min 330m/min 240m/min 250m/min 160m/min
utting Speed
g e . o i . fE B fE B fE B
IS N ~( < =] e Side Milling Slotting Side Milling Slotting Side Milling Slotting
TR s N P FrssSE— -
j A . © ‘ © . © Dia. OEsE | XWEE | O | XWEE | O | XWERE | DR | XYERE | OERR |XUERE | OE | XEE
‘ ‘ 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 —X(F. HEWBIEETRE LSRN T 2R, @ NS TOOL MBEOBEEMANELDLC -7 1 > 7 =RAL. RE-™NT
.mETEL\%EiﬁiT‘?(Ebf:j][ljl—_ﬁg*%é??%B;? g%ﬂﬂl%f@ﬁb)’ﬂlﬂﬁﬁuo (Ci@b‘(b\;a—o RS T i = 1 20,000 400 | 20,000 300 20,000 400 | 20,000 300 20,000 400 | 20,000 300
3Eé‘iﬁ{é?é%jiitf?iiéﬁiﬁ'&i&i!;‘%hn‘2%522?2222‘3'23'chaﬁermg scursevenduring 1 oPed NS TOOL original DLC COATING that suitable for ong 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
HREHE Work ateril HRH viork wterial 25 20,000 | 700 | 20,000 | 500 |[20,000| 700 |20,000| 500 |[20,000| 700 |20,000| 500
TNIZULEE N i N g TLIZULEE N i N it
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 O 87 (<% : mm / {4 ) @) O O g1 (& mm / 4 [
Unit [Size : mm / Retail Price : JPY] Unit [Size : mm / Retail Price : JPY] 4 20,000 1 ,OOO 1 7,500 700 20,000 1,000 1 9,000 750 20,000 1,000 1 3,000 500
J—RNo. |(D)#MH2 [()FR| (7)EA |dY+ 78 | (DR | REHHE J—RNo. |(D)#H2 [()FR| (7)EA | (Y278 | (DR | FEHSE 5 19,000 | 1,000 | 14,000 | 700 |[20,000| 1,200 | 15500 | 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 | 1,700 | 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 4,600 01-00635-00100 1 3 9° 4 45 5,600
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 4,600 01-00635-00150 15 4.5 9° 4 45 5,600
PSP T— p 9 2 | a5 | 4600 orovemoomo | 2 p 9 2 | a5 | s600 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 4,600 01-00635-00250 2.5 7.5 9° 4 45 5,600 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 5,600 01-00635-00300 3 9 9° 6 50 6,800 10 9,600 | 1,100 7,000 | 800 10,500 | 1,700 7,600 | 850 8,000 | 1,300 5,100 | 550
orooss200a0 | 4 12 o 6 ey RN 12 o 6 2| 20 11 8,700 | 1,100 | 6,400 | 800 | 9,600 | 1,700 | 6,900 | 850 | 7,200 | 1,300 | 4,600 | 550
01-00632-00500 5 15 9° 6 55 6,200 01-00635-00500 5 15 9° 6 55 7,500
010069200600 5 - - 5 50 6.500 01.00635.00600 7 - - 2 50 7800 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 10,500 01-00635-00700 7 21 9° 8 70 12,600
01-00632-00800 8 24 - 8 70 10,500 01-00635-00800 8 24 - 8 70 12,600
{BIE Side Milling & Slotting
01-00632-00900 9 27 9° 10 75 13,200 01-00635-00900 9 27 9° 10 75 15,900 0.2D B D o
010063201000 | 10 30 - 10 75 | 13,200 01-00635:01000 | 10 30 - 10 75 | 15,900 N I Y
thA#HE | —_
01-00632-01100 1 33 9° 12 90 18,200 01-00635-01100 11 33 9° 12 90 21,800 Depth of Cut 1.5D 1D
01-00632-01200 12 36 - 12 90 18,200 01-00635-01200 12 36 - 12 90 21,800 / 0
AL3D-2 SHE (D) ZIERLTLKEEL. ¥(7)IBEETY. *—5—FiE AL3D-2DLC A4E (D) ZHBRULTL T L. ¥(7)[EBEETT,
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% Dia.)
X1 OEHEXDREEG. BUEIETHAELTIIZS 0,
(F#@ERE 2 20,000EERL ETHEAT B HBEOERICEREL TSI W,)
2. Fr v 7 RBAMEDSSBEDEVEFERLTIIZEW,
3 =T, =17 F Ay TICEVIRE). EEEERBHIRETIESIVHRGFZEBL TS0,
B = %4 FCBMEIHER0 R E HEH 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

H1X
Size ¢ 1~ ¢ 12 WC

FILIMITA2RIAMEIRIRI)

2-Flute L/D=4

End Mill for Aluminium

2149404

Total 14 sizes
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L

e v —
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@ BAVERTRE LN IERENE SN, BERIMNLTTEUUY ZilFl,
@ It exhibits stable excellent surface on a wide area and no chattering occurs even during
high speed cutting.

HREIM Work Material

ALAD-2DL

H1Z

Size 1~ ¢ 12

DLC

DLCO—F1>7 7IIMIA2KPAMEIRIVRIN 214440

DLC COATING 2-Flute L/D=4 End Mill for Aluminium

=N

Total 14 sizes

45° &ﬂg

[\
HE

-

TR s {—
—— |

L

® NS TOOURBEDEBMUNEWDLCO—T 1 > 7 ZHA L.
REBENIICELTWETD,
@ Adopted NS TOOL original DLC COATING that suitable for long time machining.

WRHEIM Work Material

N 7)L§;’7L\ﬁﬁ i N ﬁlﬂfé’ 7’)1§;'7A‘3ﬁ N il N *EIHE
Aluminium Alloy Copper Resin Aluminium Alloy Copper Resin
(@) O O B4 (<% : mm / i © O O B4 [ mm / i [
Unit [Size : mm / Retail Price : JPY] Unit [Size : mm / Retail Price : JPY]
J—RNo. |(D%HE|()FIR| (r)EAE |(dy178 | (DR | FREME J—RNo. |(D#H2 [()FR| (r)EA | (Y178 | V2R | HREHS
Code No. Dia. Length of Cut | NeckTaperAngle | Shank Dia. | OverallLength | Retail Price Code No. Dia. Length of Cut | NeckTaperAngle | Shank Dia. | Overall Length | Retail Price
01-00633-00100 1 4 9° 4 50 6,000 01-00663-00100 1 4 9° 4 50 7,200
01-00633-00150 1.5 6 9° 4 50 6,000 01-00663-00150 1.5 6 9° 4 50 7,200
01-00633-00200 2 8 9° 4 50 6,000 01-00663-00200 2 8 9° 4 50 7,200
01-00633-00250 2.5 10 9° 4 50 6,000 01-00663-00250 2.5 10 8 4 50 7,200
01-00633-00300 3 12 9° 6 55 7,000 01-00663-00300 3 12 9° 6 55 8,400
01-00633-00400 4 16 9° 6 60 7,300 01-00663-00400 4 16 9° 6 60 8,800
01-00633-00500 5 20 9° 6 65 7,800 01-00663-00500 5 20 9° 6 65 9,400
01-00633-00600 6 24 - 6 75 8,700 01-00663-00600 6 24 - 6 75 10,500
01-00633-00700 7 28 9° 8 90 13,200 01-00663-00700 7 28 9° 8 90 15,900
01-00633-00800 8 32 - 8 90 13,200 01-00663-00800 8 32 - 8 90 15,900
01-00633-00900 9 36 9° 10 100 18,000 01-00663-00900 9 36 9° 10 100 21,600
01-00633-01000 10 40 - 10 100 18,000 01-00663-01000 10 40 - 10 100 21,600
01-00633-01100 11 44 9° 12 110 22,800 01-00663-01100 11 44 9° 12 110 27,400
01-00633-01200 12 48 - 12 110 22,800 01-00663-01200 12 48 - 12 110 27,400
— S —55iE AL4D-2 512 (D) ZIER L TLIEE LY, (7)) IBEETY. AL4D-2DLC 4B (D) ZHRUL TSV X(7)FBEETT,

How to Order

10

When you order, indicate AL4D-2 (D).

(1) is reference value.

A =9 =75k
How to Order

When you order, indicate AL4D-2DLC (D).

() is reference value.

AL4D-2
AL4D-2DLC

HISRIFSZER Recommended Milling Conditions

I 7IWRZT L T’II/E_Z_'DA‘Sﬁ ﬁﬁ?_)l/_S:WA
Work Material Aluminium Aluminium Alloy Aluminium Cast
A1070 A2017-A5052-A7075 AC8C
Cuﬂ‘ﬁgﬂid 190m/min 280m/min 150m/min
{AE EUE U
Side Milling Side Milling Side Milling
"B B %) B %) B %)
a. Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
min mm/min min mm/min min” mm/min
1 20,000 220 20,000 220 20,000 220
1.5 20,000 270 20,000 270 20,000 320
2 20,000 320 20,000 320 20,000 340
2.5 20,000 430 20,000 430 18,500 400
3 20,000 570 20,000 570 15,000 520
4 15,500 650 20,000 840 11,500 520
5 12,000 840 17,500 900 9,100 520
6 10,200 840 14,500 1,050 7,700 520
7 8,800 840 12,600 1,150 6,600 580
8 7,700 840 11,000 1,150 5,800 650
9 6,800 900 9,700 1,300 5,200 720
10 6,100 900 8,800 1,300 4,600 720
11 5,500 980 8,000 1,450 4,200 720
12 5,200 1,050 7,300 1,450 3,800 780
{BIE Side Milling ol e 0.1D
thaHE )
Depth of Cut '4D

(D:54% Dia)

w =

Notes

¥ OEMEX)ERER. BUEIGTHRBLTIES L,

(E#DEHZ 20,0000%E L TRAT 2HEOERICER L TS L,)

X2 . Fr v 7 EAEDSBBEDES VI EEAL TIES L,
X3 =TI, ISV F vy JICEVIREN. FEERENRET BEORUHIRGEEREL TSV,

¥4 ABHEEPBO CfERZEHRHLET

% 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

FILIIMMTRA2RASEAIRIRII)L

H1X
Size 1~ ¢ 12

2-Flute L/D=5 End Mill for Aluminium

WC

2149404

Total 14 sizes

AL5D-2DL

H1Z

Size 1~ ¢ 12

DLC

DLCO—F1>7 7IIMIA2KISEARIVRIN 21440

DLC COATING 2-Flute L/D=5 End Mill for Aluminium

Total 14 sizes

AL5D-2
AL5D-2DLC

HISRIFSZER Recommended Milling Conditions

° l/
45 i %
RAN| o
- - -~ — PN e ) = —
w IV L 7NV LEE HET7INIZU A
L/ \’ W ifﬁ/ljjf rial Aluminium Aluminium Alloy Aluminium Cast
° en A1070 A2017-A5052-A7075 AC8C
L. )
J
- =11t . . .
¢ UJEJ’EE 160m/min 230m/min 120m/min
utting Speed
o oy I I A
% ogtwjﬁ Side Milling Side Milling Side Milling
a) o p-d _ . . _ R . — N
° © ﬂD. = [S1E 55 XV EE ClEREL RV EE [CIEREL EVEE
£ ‘ 1a. Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
L
‘ min mm/min min’ mm/min min’' mm/min
O ALY —RF. HEWIRHTRE LLBRERNT 2=, @ NS TOOL MBEOBEEMNBLDLC -7 1 7= HRAL. RIE™NIC
@ BLVERTRE LI IEREENESN. BRI THUUN BULTWETD, 1 20,000 200 20,000 200 20,000 200
730 @ Adopted NS TOOL original DLC COATING that suitable for long time machining.
@ Al-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,OOO 300
WREIEE Work Material WREIFE Work Material
2. 2 4 2 4 1
N TNIZILEER il N i TNIZILER N i N 15iiE 2 000y o0 LY o 2,200 S
Aluminium Alloy Copper Resin Aluminium Alloy Copper Resin 3 17.000 450 20000 450 12.700 400
@) O @) #8(i1 [<F3% - mm / @i : [ [®) @) @) ey [ : mm / f@# © A ! ! ’
Unit [Size : mm / Retail Price : JPY] Unit [Size : mm / Retail Price : JPY] 4 'I 2]700 500 'I 8’000 700 9,600 400
J—RNo. |(D¥%HE|()IR| (r)EAE |(dyr78 | (DR | FREME J—RNo. |(DHE|()IR|(7)EA |d¥178 | (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. Length of 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 7,400 01-00664-00100 1 5 9° 4 50 8,900
01-00634-00150 1.5 7.5 9° 4 50 7,400 01-00664-00150 1.5 7.5 9° 4 50 8,900 7 7,300 650 10,500 900 5,500 450
01-00634-00200 2 10 9° 4 50 7,400 01-00664-00200 2 10 9° 4 50 8,900 8 6,400 650 9,100 900 4,800 500
01-00634-00250 2.5 125 o8 4 50 7,400 01-00664-00250 25 12.5 O8 4 50 8,900 9 5,700 700 8,100 1,000 4,300 550
01-00634-00300 3 15 9° 6 55 8,300 01-00664-00300 3 15 9° 6 55 10,000 10 5’1 00 700 7'300 1 ,000 3,800 550
01-00634-00400 4 20 9° 6 60 8,700 01-00664-00400 4 20 9° 6 60 10,500
11 4,600 750 6,700 1,100 3,500 550
01-00634-00500 5 25 9° 6 65 9,200 01-00664-00500 5 25 9° 6 65 11,100
01-00634-00600 6 30 = 6 75 10,800 01-00664-00600 6 30 = 6 75 13,000 12 4’300 800 6’1 00 1 ’1 00 3’200 600
01-00634-00700 7 35 9° 8 90 16,000 01-00664-00700 7 35 9° 8 90 19,200 R 0.1D
01-00634-00800 8 40 - 8 90 | 16,000 01-00664-00800 8 40 - 8 90 | 19,200 AU side Miling -
01-00634-00900 9 45 9° 10 100 | 22,600 01-00664-00900 9 45 9° 10 100 | 27,100 thAHE i
01-00634-01000 10 50 = 10 100 | 22,600 01-00664-01000 10 50 = 10 100 | 27,100 Bepthioficut y >D
01-00634-01100 11 55 9° 12 110 27,300 01-00664-01100 11 55 9° 12 110 32,800
01-00634-01200 12 60 - 12 110 27,300 01-00664-01200 12 60 - 12 110 32,800
R
s ALSD-2 542 (D) ZIERLT< BEL.  #(7)FBEETT. ALSD-2DLC $HE (D) ZIERUT EX L, (1) FBEETT. (D:#HE Dia)
How to Order When you order, indicate AL5D-2 (D). () is reference value. How to Order When you order, indicate AL5D-2DLC (D). () is reference value.
1 DM EXRDREGF. BLEIEGTHRELTIZS0,
(FEOERE % 20,0000%L = TERT BIBEDEBRICARE L TIZE L)
X2 HiR. Fr v I EREDOHBBECEUVIZFERAL TS,
3 T—T0HE. =7 F vy IICEUIRE). FFEBHRETDIHESFVBIERHEEZEBELTIEI 0,
e & ¥4 FKBEYEED 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.

12 13



7IWINITAINAER NI 17
A D SENTADEFN LA OIEE

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

7ILIE
Aluminium Alloy

N

PILIHASEERIRIAIRA 1.5 EHNR

High efficient 3-Flute End Mill for Aluminium L/D=1.5

ALZ345 d1~¢12

EIRITIY

Full Cutting Length Type

a>7xvy 79147

Long Neck Type

7L IRABEERIVRILINI 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

TILIHEBEEERIVRII) 3HH 3 EBIR

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

AL3D-345

R

1

Features

d1~¢12

2124 94X

Total 124 sizes

45°

ﬁﬁ

£17 94X

Total 17 sizes

AN

45°

TEA

£994X

Total 9 sizes

[\

Feature ﬂ:g :l*
2 Shape

Minimized chattering even with sharp cutting edge

Vy—T Ty ITHUUSBLIRIK

FHRGAFRTINIPOU T WIRE ZHH. NIEFOXEVI—FBOEERFG TEREUVNIZRRELE 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.

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

In-corner surface after finishing

ALZ345 SAEH
ALZ345 O. D. Cutting edge

Feature

3 ek UL I B =Rt ERET

Shape Core thickness design with improved chip evacuation

A5052 OENIT ¢ 6mm FEDHZENENY < FIREE

@

KA TICRENEFRIET ST RHZIR

Unique end teeth design for plunging

YW TERL—RICHETS
REGFYTRIIN
Large chip disposal pocket

14

45°

e [BYE

AR ZRAHDSEINTZRIZT DENAIA

Shape Bottom cutting edge shape realizes plunging to grooving

ZILZIIA 2 MH2BFAIR AL2D-2 £V 1.5 BOEEN ZEIR !
Achieves 1.5 times higher feed than the 2-flute AL2D-2 type for aluminium.

ZIW=ZERICIMATRIAHG L. FilFTE - WT v MIT

Plunging on Aluminium alloy with 3-flute, continuous grooving / pocket machining

KIGAKRE FYTHIRHBERESRL T TV

Please refer to recommended milling conditions

ALZ345 Eeneral 3-flute . . .
Chip removal amount in case of 6mm depth grooving A5052
- g
DS | ) | xR
fmin) | tmm/ming | BB cm/ming
pindle Feed Retail price s
et removal
AeD? 12,500 750 6,500 27
ALZ345
$6x18 18,600 2,500 6,900 90
jJ[II$1§IJ 1 Machining case 1
- tHHEl44 : A5052 j‘_‘j-gﬂ‘-@;b : :
Work Material ;’i’c’—k‘é'\ ﬁ)‘v;"{t?’)‘%ﬂi bi'ﬁ'/" I I
N e, 0 chattering even millin
e J—=Fbh: 7K;§'|'$tﬂﬁ“}m at the cornergpart ¢ : :
Coolant : Water-soluble fluid B e 0T b
N 1 L. VTS
. %ﬂﬂIH%Faﬁ 16 ﬁ TE 1 | UBEBTHEED
Total machining time : 6 min Face fomme ﬁ%:;if::d on
shoulder milling
HOTERAL ° e
Cutting part
MITHE ZBAH b0 e ZHAH FEY) T e FEEXY) e
Process Plunging Roughing Finishing Plunging Roughing Finishing Roughing Finishing
AR ALZ345 ¢10 ALZ345 66 ALZ345 1
[@EREY [min ']
Spindle speed 11,000 20,000 18,600 20,000 20,000
KV EE
[mm/min] 300 3,000 2,000 400 2,200 1,100 1,100 500
Feed
thAHE
ap Xae[mm] ap 10 10%3 15%0.01 ap 5.95 6X0.05 1%X0.3 1x0.005
Depth of cut

15



LG N

Aluminium Alloy

ZIWINIICEWT. KBTI
Xnolgek 0> 7 v 279147

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

T =612
%

Machining case 2

« #Hl4 : A6061

Work Material

Work size

« T—=3 7 b KEELTEE
Coolant : Water-soluble fluid

e J—JH1 X :200%X100 mm

- ¥NTRE 180

Total machining time : 18 min

PULINIAOY IS4 IIVRIN (79— +v27)

AL-3LS ¢5~¢12 25942
b

XIBGAKTIITRAEEA

Not recommend for plunging

3-Flute Long Shank End Mill for Aluminium

Total 5 sizes

e [P
& %S

#%E Features

) (2
/
d6mmTHY) BH S
W < FHHE
97.2cm’/min&
RAERGN T Z KR,
Realize high efficient machining
with 97.2cm?/min chip removal
capability even for dia. 6mm.
LAREFERUEMICHENTSH,
FRARARDN OO 2HIHIL .
J—FBTHbRELLE
NIEZXRRELET.
Special flute design to suppress
chattering and realize stable
machining surface on corners yet
for milling by full length of cut.
ATEBAT ° A ° NZH LG Y K
Cutting part Peripheral Honeycomb pocket
HIIT?E FEX W AT £ BT AUANL FEER W 0T £ BT
Process Roughing Finishing Helical milling Roughing Finishing
ERIE
L AL3D-345 ¢6
[O#5EY [min”]
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, BEL | 18X1.8 18%0.1
P (1 circle) Helical R=2.0 mm Angle 4°

16

e FoR NIgOEREZR/INMCITDHEIELE
1 Shape Optimized flute design to minimize the machining step.

AEim(c CHAZHTET. ATV INIROBRENR/INCEBRETERALELE

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

ca

Corner-C

ITROERENBILZGL

No step mark after machining.

17



ALZ345

7 IHEEERI> RI)L 3KA1.5EAR

High efficient 3-Flute End Mill for Aluminium L/D=1.5

ALZ345 we

7 IHAEEERI> RIIL 3¥H1.5EHR

High efficient 3-Flute End Mill for Aluminium L/D=1.5

2124310

Total 124 sizes

45°
é AN
Side Slot Face | Plunge
2 | i% S a— KNo. DsE | (ETFE | (DR oAk EFE | (ER | OV OB | 2R S
L'/ h’ \’ \’ Code No. Dia. Under Neck Length Length of Cut Type Neck Dia. Neck Taper Angle Shank Dia. Overall Length Retail Price
TYPE A :2ARI(T 01-00636-00330 3.3 9.9 5 3.15 12° 6 55 8,200 1
Standard Type
N © 01-00636-00340 3.4 10.2 5.1 3.25 12° 6 55 8200 1
% o3 J @ - - ﬂj < 01-00636-00350 3.5 10.5 5.3 335 12° 6 55 7,200
2 ) s 01-00636-00360 36 10.8 5.4 345 125 6 55 8200 1
}' 7l L ‘ 01-00636-00370 3.7 11.1 5.6 3.55 12° 6 55 8,200 1
TYPE B O 7390517 ‘ 01-00636-00380 3.8 1.4 5.7 3.65 12° 6 55 8200 1
Lo NG e N . 01-00636-00390 3.9 11.7 5.9 3.75 12° 6 55 8200 1
S S © 01:00636:00400 | 4 12 6 38 12° 6 55 6,100
:QLA;;EQ\%EE’@? I%&*—G?EL’TCEQE%DDI%%{E" OQC') E& L] ) ﬂj o 01-00636-00402 4 20 6 3.8 12° 6 70 7,600
.E)E< ?‘%HF&‘I&%%&JT&%@E%S’%TG © 0 © 01-00636-00410 4.1 12.3 6.2 3.9 12° 6 55 8,600 1
OFZICEHTRSDY A/ - Oy v 094 FHIh 124 1 (T | Tl 01-00636-00420 4.2 12.6 6.3 4 12° 6 55 8,600 1
o oo g caap oy fieh eficient machining. L : 01-00636-00430 43 12.9 65 41 12° 6 55 8600 1
:legg r?ee\;\jofggi?]%eerwr@cgetgnegrtﬁht‘\?pg‘Sa%?f%ng shank type to become 124 sizes. 01-00636-00440 44 13.2 6.6 4.2 12° 6 55 8,600 I
01-00636-00450 4.5 13.5 6.8 4.3 12° 6 55 7,600
01-00636-00460 46 13.8 6.9 B 4.4 12° 6 55 8,600 1
01-00636-00470 4.7 14.1 71 4.5 12° 6 55 8,600 1
" 01-00636-00480 4.8 14.4 7.2 4.6 12° 6 55 8,600 1
HIHH workaterl 01-00636-00490 49 14.7 7.4 47 12° 6 55 8600 1
TIIZOLEER |y B L : : : : p :
Aluminium Alloy Copper Resin 01-00636-00500 5 15 7.5 4.8 12 6 55 6,600
O O O 01-00636-00502 5 25 7.5 48 12° 6 80 8,400
01-00636-00510 5.1 15.3 7.7 49 12° 6 55 9,300 1
01-00636-00520 5.2 15.6 7.8 5 12° 6 55 9300 1
*EHETRE (S + > 7 E15mmBLEDS 0. BBV EDE < £ 0,) it (5% + mm / @48 : 7 01-00636-00530 >3 159 8 > 12° 6 ek 2300 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 9,300 1
a—KNo. D9z (M)ETE Q)% R (d)ETE mEa | Dy LEE (TS oroneae a0 > 163 83 >3 1z o >> 8300
Code No. Dia. Under Neck Length Length of Cut Type Neck Dia. Neck Taper Angle Shank Dia. Overall Length Retail Price 01-00636-00560 5.6 16.8 84 54 12° 6 55 9,300 1
01-00636-00570 57 17.1 8.6 5.5 12° 6 55 9,300 1
01-00636-00100 ! 3 15 0.95 12° 4 45 4,900 01-00636-00580 58 174 87 56 12° 6 55 9300 1
01-00636-00102 . > L2 8 12 & &0 S50 01-00636-00590 5.9 17.7 89 57 12° 6 55 9300 1
01-00636-00110 1.1 33 1.7 1.05 12° 4 45 6,700 1 T R 6 — 9 A — — 5 110 9,600
01-00636-00120 .2 2L 12 L1 12 & e 6700 1 01-00636-00600 6 18 9 58 - 6 60 6,900
01-00636-00130 1.3 3.9 2 1.25 12° 4 45 6,700 1 TR, 6 30 9 s — 5 30 8,800
01-00636-00140 1.4 4.2 2.1 1.35 12° 4 45 6,700 1 01-00636.00610 6.1 183 92 59 120 P 70 14,100 1
01-00636-00150 15 45 2.3 145 12° 4 45 4900 01-00636-00620 6.2 18.6 93 6 12° 8 70 14,100 1
01-00636-00160 1.6 4.8 2.4 1.55 12° 4 45 6,700 1 01-00636.00630 63 18.9 95 61 120 s 70 14,100 1
01-00636-00170 17 >1 2.6 165 12° 4 45 6700 1 01-00636-00640 6.4 192 96 62 12° 8 70 14100 1
01-00636-00180 1.8 5.4 2.7 1.74 12° 4 45 6,700 1 01-00636.00650 65 195 98 63 120 P 70 14,100 1
01-00636-00190 1.9 5.7 2.9 184 12° 4 45 6700 1 01-00636-00660 6.6 19.8 9.9 6.4 12° 8 70 14,1700 1
01500636,00200 2 6 3 [EL 12 i 42 200 01-00636-00670 6.7 20.1 10.1 6.5 12° 8 70 14,100 1
01-00636-00202 2 10 3 B 194 12° 4 60 2,600 01-00636-00680 6.8 20.4 102 66 12° 8 70 14100 1
01-00636-00210 = = = 2 120 < 25 a00 ] 01-00636-00690 6.9 20.7 104 8 67 12° 8 70 14,100 1
01-00636-00220 2.2 6.6 33 21 12° 4 45 6700 1 01-00636-00700 7 21 105 68 12° 8 70 10,200
0100636300230 23 69 35 2.2 12 & ke 6700 1 01-00636-00710 7.1 21.3 10.7 6.9 12° 8 70 14,100 1
01-00636-00240 2.4 7.2 36 23 12° 4 45 6700 1 01-00636-00720 7.2 216 108 7 12° 8 70 14100 1
01-00636-00250 2.5 7.5 3.8 2.4 12° 4 45 4,900 01-00636-00730 73 219 T 71 120 8 70 14,100 1
01-00636-00260 2.6 7.8 3.9 245 12° 6 25 8200 1 01-00636-00740 74 222 11 72 12° 8 70 14100 1
0100636200270 2.7 8.1 gl — 12 : e 8200 1 01-00636-00750 7.5 225 1.3 7.3 12° 8 70 14,100 1
01-00636-00280 28 84 42 2.65 12° 6 2> 8200 1 01-00636-00760 76 228 114 7.4 12° 8 70 14100 1
01-00636-00290 25 £ e 249 120 o = 8200 1 01-00636-00770 7.7 23.1 116 75 12° 8 70 14,100 1
*_01-00636-00300 3 9 4.5 2.85 12° 6 25 2,900 01-00636-00780 7.8 234 1.7 7.6 12° 8 70 14,1700 1
% 01-00636-00302 3 15 45 2.85 12° 6 60 6,800
01-00636-00310 3.1 9.3 47 2.95 12° 6 55 8200 1
01-00636-00320 3.2 9.6 4.8 3.05 12° 6 55 8,200 1
ALZ345 #1Z (D) [XE TR (]I ZHBRLUTET L, IPRADA LR (L) ZIBRULTEEL.) () BBSEETT,
How to Order When you order, indicate ALZ345 (D) [x( £1)]. Indicate (L) for Type A #(7)is reference value.
O 1DIRIE-H 1 RIIRFEBHAEEL B EFT UL EBELEDLELIEE L.
@ 1 :Semi-standard Products, please inquire for price and delivery.
18 19



ALZ345 ALZ345

TZIWNIHEEERIY R IVRA15EIR EEIEE illi iti
High efficient 3-Flute End Mill for Aluminium L/D=1.5 PIHIZEHEZE R Recommended Milling Conditions

HEBTHE (v > 7R15mmEOB D EHBEBAVEDE <2 E L) S [P < mm /548 ¢
Re-griding is available (Overall length must be over 15mm. Please inquire for details) Unit [Size : mm / Retail Price : JPY]
J—kNo. OME | (WETE | (OFE R DETE | (MEE | dvvvIR | O2E T b 7IIZT A 7SI LEE iy
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 14,100 1 -
YIHLRE : ; ;

*  01-00636-00803 8 — 12 A — — 8 120 15,300 Cutting Speed 310m/min 350m/min 230m/min

% 01-00636-00800 8 24 12 7.8 - 8 70 10,200 R R ) SREE

*  01-00636-00802 8 40 12 7.8 — 8 90 13,200 BFE | DEH% Feed [EEsEse Feed [ElEared Feed
01-00636-00810 8.1 243 12.2 7.9 12° 10 75 17,000 1 s & | under |Spindiespeed | geiaz B g |Seindeseeed | Az ;g g |Seindeseeed | Az s% Iz
01-00636-00820 82 246 123 ) 120 10 75 17,900 1 Dia. L’;lg;l;h Plunging Slotting Side Milling Plunging Slotting Side Milling Plunging Slotting Side Milling
01-00636-00830 83 24.9 12,5 8.1 12° 10 75 17900 1 min’’ mm/min min’’ mm/min min’ mm/min
01-00636-00840 8.4 25.2 12.6 8.2 12° 10 75 17,900 1 ; 3 20,000 200 600 1,100 20,000 200 600 1,100 20,000 150 600 1,100
01-00636-00850 85 25.5 128 33 12° 10 75 17900 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 12° 10 75 17,900 1 5 6 20,000 300 900 1,500 20,000 300 900 1,500 20,000 250 900 1,500
01-00636-00870 . . . . °

8.7 26.1 131 8.5 12 10 /5 17900 1 10 | 16000 | 240 800 | 1200 | 16000 | 240 800 | 1,200 | 16000 | 200 800 | 1,200
01-00636-00850 88 264 13.2 86 12 10 5 200 | 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 17,900 1 3 i ‘ ! ' ‘ : ’ : ’

X 01-00636-00900 9 57 135 338 120 10 75 12,800 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 o1 273 137 89 12° 10 75 17900 1 s 12 20,000 300 1,400 2,200 | 20,000 | 400 1,800 2,500 | 18300 200 1,400 2,300
01-00636-00920 9.2 27.6 13.8 9 12° 10 75 17,900 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 17,900 1 3 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 17900 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 12° 10 75 17,900 1 - 16,500 300 1,600 2,500 18,600 400 2,500 3,500 12,200 150 1,400 2,100
01-00636-00960 I . . 4 °

2.6 288 14.4 24 12 10 s J7E00 ] 6 | 18 | 16500 | 300 1600 | 2500 | 18600 | 400 2,500 | 3,500 | 12,200 | 150 1400 | 2,100
010063600970 9.7 29.1 14.6 95 12 10 5 17,900 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 17,900 1 ’ ! ' ' ' ’ . ‘ ’
01-00636-00990 2.9 297 149 9.7 120 10 75 17,900 1 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 22300 - 12,300 200 1,700 2,500 13,900 400 2,600 3,500 9,200 120 1,400 2,200

% 01-00636-01000 10 30 15 9.8 — 10 75 12,800 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 16,700 40 9,800 160 1,400 2,000 11,100 320 2,100 2,800 7,300 100 1,200 1,800
01-00636-01010 10.1 303 15.2 9.9 12° 12 80 25300 1 9 27 11,000 200 1,700 2,500 12,400 300 2,600 3,500 8,100 120 1,400 2,200
DHSEEO 10.2 306 153 10 12° 12 80 25300 1 - 9,900 100 1,700 | 2,500 | 11,700 | 300 2,600 | 3,800 7,300 80 1,400 | 2,200
01-00636-01030 . R . . °

103 30.9 155 101 12 12 80 25300 1 10 30 9,900 100 1,700 2,500 11,100 300 2,600 3,800 7,300 80 1,400 2,200

010063601049 104 31.2 156 102 12 12 g 25300 | 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 15.8 103 12° 12 80 25300 1 ! d d ’ ’ ’ ’ ' d

01-00636-01060 10.6 318 15.9 104 12° 12 30 25,300 1 11 33 9,000 100 1,800 2,600 10,100 300 2,600 4,100 6,700 80 1,400 2,200

10063601070 107 321 161 105 12° 12 30 25300 1 - 8,200 100 1,900 | 2,700 9300 | 300 2,600 | 4,100 6,100 60 1,500 | 2,200

01-00636-01080 10.8 324 16.2 10.6 12° 12 80 25,300 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 25,300 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 18,000 - _

010063601110 | 11.1 333 16.7 109 12° 12 80 25300 1 RV side wiling 03D 8 Shtting 5

01-00636-01120 11.2 33.6 16.8 11 12° 12 80 25300 1 YhAHE -~

01-00636-01130 113 339 17 11.1 12° 12 80 25300 1 eciiicht 1D 1D

01-00636-01140 11.4 34.2 17.1 11.2 12° 12 80 25,300 1 *

01-00636-01150 115 345 17.3 11.3 12° 12 80 25,300 1 P

(D: 4} Dia.)

01-00636-01160 11.6 348 17.4 1.4 12° 12 80 25300 1

01-00636-01170 11.7 35.1 17.6 115 12° 12 80 25300 1 X1 OEmMER)REG. BLEASTHEEL TSV,

01-00636-01180 11.8 35.4 17.7 11.6 12° 12 80 25,300 1 (F#h@ER# % 20,000 EEL ETERT 2HBELERICHEL TILIL,) B

01-00636-01190 1.9 357 17.9 117 12° 12 30 25,300 1 %2 ﬁéi}; C-c%?—%f\{ TlF. BREHUENIDDBENSEEZULTY ., REHUENSDDBE (F LELOEMEX ) EEZ80%. 7DDBEES0BDEIET
 01-00636-01203 12 - 18 A - - 12 150 29,800 #3 . F vy 7 BEMEOS DBEEOBVYEBREL TS,

% 01-00636-01200 12 36 18 5 11.8 — 12 80 18,000 X4 =T, ST F vy TICEVIRE. FILERBNRET DHEEHIREEEBELTIET W,

01-00636-01202 ] — B = X5 ZHAGNITHFCEDN) <TABE WP TVHEER. ATy PENZE LTS,
x 12 60 — 18 _1 18 12 110 22,400 Notes X6 FBMUIELRO CERE HROHLET.
ALZ345 AR D) [XB TR ()] Z/BRUL T LTV IERAD AR (L) ZIBRULTLESL,)  %(7)IBEETT . 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- 1 RFRHEFHEBEE B FT L EBEALEDE LS L, %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.
3%6 Water-soluble fluid is recommended.
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ALZ345-DLC R DLC ALZ345-DLC

ZIWIHEREERI RN IRISEIR (DLCO—-F1>7) 171X ISR 45 5 Recommended Milling Conditions

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

o
e 45
Side Slot Face | Plunge
% | % S It TIEZUL FILIZUAEGR BETINIZIA
L/ u’ \’ \’ Work Material Aluminium Aluminium Alloy Aluminium Cast
" A1070 A2017-A5052-A7075 AC8C
S VIRLEE ' . :
N 2 P ° Cutting Speed 310m/min 350m/min 230m/min
oo j < [N )y N
E:s l ' S - - - RV IRE RV IRE RV IRE
% g EQJ\I—U -g EEREL Feed EEREL Feed . EIEREL Feed .
59 = Spindle . Spindle N Spindle N
Jﬂ = Speed BAH ] BE Speed BAH ] & Speed BAH ] &
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 TOOLBBENEBUNEVDLCI—F v >/ = HRAL. REENICELTLET. : : : : : :
@® Adopted NS TOOL original DLC 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
HHIA WorkMaie;a\ = o 7 14,100 200 1,600 2,500 15,900 400 2,500 3,500 10,500 140 1,400 2,100
TIVIZOL bl i
AIuminiumATIloy N Geppr N Resin 8 12,300 200 1,700 2,500 13,900 400 2,600 3,500 9,200 120 1,400 2,200
[®) O @) 9 11,000 200 1,700 2,500 12,400 300 2,600 3,500 8,100 120 1,400 2,200
S (5 o / {54 ¢ 10 9,900 100 1,700 2,500 11,100 300 2,600 3,800 7,300 80 1,400 2,200
Unit [Size : mm / Retail Price : JPY] 11 9,000 100 1,800 2,600 10,100 300 2,600 4,100 6,700 80 1,400 2,200
23— KNo. G (ETE (D)TE OETE MER | vy L2E e 12 200|100 |10 _|L_2/00 L2 S0 __St0 |t |60 |0 __|_1200 |__2200
Code No. Dia. Under Neck Length Length of Cut Neck Dia. Neck Taper Angle Shank Dia. Overall Length Retail Price )
(I Side Milling 03D 78 Slotting 5
01-00666-00100 1 3 1.5 0.95 12° 4 45 5,900 ThAHE :
Depth of Cut
01-00666-00150 1.5 45 2.3 1.45 12° 4 45 5,900 1D 1D
01-00666-00200 2 6 3 1.94 12° 4 45 5,900 *
01-00666-00250 2.5 7.5 3.8 2.4 12° 4 45 5,900 (D: 4} Dia.)
01-00666-00300 3 9 4.5 2.85 12° 6 55 7,100 1 EEREE)REEG. BUESTHREL TS,
01-00666-00350 35 10.5 53 3.35 12° 6 55 8,700 (EEEH]IEI@:%ZE20.000IEI$EL)($T1§ﬁH¢%f§'zéBﬁﬁl:%ﬁ]ﬁ L/T<73?§L‘o)
X2 B, F v 7 BEIEDS BEEDE VI EFRALTIIEE L,
01-00666-00400 4 12 6 3.8 12° 6 55 7,400 X3 DT, - T TF vy IICEVIRE). FLRESHNRETIESFTHIFEGEEETEL T T 0,
o %4 ZBAKMTEFICHN) K FABENPTVHREE. 2T v E)ZE L TLIIEE L,
01-00666-00450 45 13.5 6.8 43 12 6 55 9,200 5 N g
® = X5 AOBEIHHO CEAESED LE T,
01-00666-00500 5 15 75 4.8 12° 6 55 8,000 Notes 31 Adjust both spindle speed and feed at the same rate.
S (When using spindle speed 20,000 or more, the same adjustment is required.)
01-00666-00550 5.5 16.5 83 53 12 6 55 10,000 32 Use a rigid and precise machine and chuck holder.
01-00666-00600 6 18 9 58 _ 6 60 8300 3%3 Adjust milling conditions when vibration and abnormal sounds occur by the conditions of the machine, chuck holder and work clamping.
; ! 34 When tending to have chip packing during plunging, step milling is recommended.
01-00666-00700 7 21 10.5 6.8 12° 8 70 12,300 35 Water-soluble fluid is recommended.
01-00666-00800 8 24 12 7.8 - 8 70 12,300
01-00666-00900 9 27 135 8.8 12° 10 75 15,400 2-"] I$1§u o
01-00666-01000 10 30 15 938 - 10 75 15,400 Machining case ALZ345-DLC ¢ 5
4 y o . 8 - -
01-00666-01100 1 33 16.5 10.8 12 12 80 21,600 _I{_%(EFI* *ALZ345-DLC ¢ 6 .
01-00666-01200 12 36 18 1138 - 12 80 23,700 Wit IT&OITE
- 1A 1 A2017 Hole dimension after machinin,
o= ALZ345-DLC 5% (D) ZHERL T L& L, #(YBBETT. ‘ Work Material g
How to Order When you order, indicate ALZ345-DLC (D). %(7) is reference value. ‘ . |7 —_ 7 .U. ,r Z“ . 1 OO X 1 Oo X 40 mm oy (mm)
. i
& Work size Unit
S cT—5 N AGEMYIEE O | e | e
> Coolant : Water-soluble fluid Thole 8hole
< FSIDTESRE 1158 (11 R) 3
Total machining time: 115 sec (11 hole) 9 12°® 11.965 11.957
N#/N 9® /7 ® 11 | 10973 10.961
0 11sec/hole 9sec/hole
8—¢89%5  Depth8 0 o O
xp 11 -8.05 Depth 8 127005 10005 ¢ 8 7.962 7.958
0 0
x 12905 Depth 8 91199 #9%% &7 (mm)
® 8-8.05 P 6-g.os Unit
, . 378
T ' 3hole
© © | Q
| " ¢ 1000 9.961
3—¢6 Bos Depth 6 i ° | 0
- ! © v 005
%9 .8.25 Depth 6 . o | 09 8.974
x@ 10 00> Depth6 @ ! i o6 $os 5.956
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AL3D-345 we AL3D-345

7L IFEEBEEIY RI) 3RA3BIR 2981 MRS il it
High efficient 3-Flute End Mill for Aluminium L/D=3 Total 9 sizes PIEISEFEZE R Recommended Milling Conditions
o
Alaw
S,ide S,Iot Face | Plunge
Lﬂ' l.(f \" P S FILI=9 4 FLI=Y LA FE7 LI L
7 Work Material Aluminium Aluminium Alloy Aluminium Cast
ori Materia A1070 A2017:-A5052-A7075 ACBC
S T © IR . . . . . . . . .
% OOQ T aSaY =I < Cutting Speed 300m/min | 220m/min | 220m/min | 330m/min | 240m/min | 240m/min | 250m/min | 160m/min | 160m/min
< s - N - N - R
2 = B ZBHAH & B Z5AH G B ZAH
L Side Milling Slotting Plunging Side Milling Slotting Plunging Side Milling Slotting Plunging
d =4 \ s - g . o - gy - ) - . — .
AN OEY | RVEE | OEY | RVRE | DR | AURE | OB | 2URE | OER | &URE | DN | AVEE | DR | RURE | OB | 2VEE | OB | RUEE
Dia. SpindleSpeed] Feed [SpindleSpeed] Feed [SpindleSpeed] Feed [SpindleSpeed] Feed [spindleSpeed] Feed [SpindleSpeed] Feed [SpindleSpeed Feed [SpindleSpeed| Feed [SpindleSpeed| Feed
NSOALY ) —X(F. H5 EHETRELUICEREENTIZzER,
:mﬁmb\%ﬁjﬁ%i‘?ﬁbf:?ﬂl%?%%%%ﬁk %'EEDXZEJ’DGEU%%%?EWJO min" [mm/min| min" [mm/min| min" {mm/min| min" [mm/min| min" fmm/min| min® [mm/min| min" [mm/min| min" | mm/min| min" [mm/min
A BERAE |
:iijszj'?teos)j:;ﬁgefd;S?Ek}eﬁfrffi\grgﬁﬁ.cientmachining. 1 20,000{ 1,200 |20,000{ 500 {20,000| 100 [20,000f 1,200 {20,000 500 |20,000f 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
.Eigf?_spgehdcﬁttfipg_- hining by adobting 3.flut 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
eallzel Igh efriciency macnining by adopting >-tiutes.
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
WREIE Work Material
TVIZULER il i 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 N Copper N Resin
O 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
7 [~ © 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— KNo. D)5z (2)FE (r)=A v >I% 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 6,400
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 6,400
01-00639-00300 3 9 120 6 60 7,700 fAE Side Milling 03 8 Slotting
.3D
01-00639-00400 4 12 12° 6 70 8,900 YPAKE T D
A -
01-00639-00500 5 15 12° 6 80 9,600 Depth of Cut 3D — !
01-00639-00600 6 18 - 6 80 10,000 ! 1D
A
01-00639-00800 8 24 - 8 90 15,800 (D:4442 Dia.)
01-00639-01000 10 30 - 10 100 21,600
1 OEHEXDREF. BUETHAELTIIZS L,
01-00639-01200 12 36 - 2 110 25600 (F#EER%% 20,0000 £ TEAT DB OEERICHEL TS L,)
AL3D-345 42 (D) ZIERL T KE L, X(7)FBEETT. X2 . F vy 7 BAEDSHBBEDS VY EEALTILES L,
How to Order When you order, indicate AL3D-345 (D). 3(7) is reference value. %3 7_7@%%\ 1y \//7“9’__‘., “JGICJ:U }}Eé}]\ 35t(;g%b{%i—g—é%ﬁ[gtﬂﬁ”%.ﬁ:%%% L/T<73\_(SL/\0
%4 BBAFITEFCEN) < TAEE IR TWEEEF. ATV FEWZELTIIES W,
" = %5 KBUTESBO CERES RS LET .
hu I E{y“ Machining case 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.)
. *‘E’Lﬁu*z : A5052 % 2 Use arigid and precise machine and chuck holder.
Work material % 3 Adjust milling conditions when vibration and abnormal sounds occur by the conditions of the machine, chuck holder and work clamping.
o > . % 4 When tending to have chip packing during drilling, step milling is recommended.
% 7.&’(2 :250 X 140 mm % 5 Water-soluble fluid is recommended.
Work size
. wmae .
MRS : 18 mm NUEE 0.015mm
Cutting depth 0.015mm burr height

« T—=3 b 1 KBIELIEGE

Coolant: Water-soluble fluid

J—FEBOVTWEL

No chattering at corner

HEHEE [um]
(St ERIEEY STE)
Surface roughness [um]
(Outer side Feed direction)

Ra:0.192
Rz :1.774
24 25




AL-3LS

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

WC

2541

Total 5 sizes

AL-3LS

tIBISRF S E R Recommended Milling Conditions

@ NRLZ v U TBHIMVR I LY A T T BB TSI

® NE#&IHIC CAMTERL. X7 Y THIROBRENR/INIE D5
@ Slimmed shank suits side milling.

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

HEIM Work Material

d 45°

TNIZULEE N il N i
Aluminium Alloy Copper Resin
©) O ©)
87 [\ © mm / {Hi#g : [l
Unit [Size : mm / Retail Price : JPY]
J—RNo. (D5E (2)H= A v 7 L=ER IR
Code No. Dia. Length of Cut Shank Dia. Overall Length Retail Price
01-00637-00500 5 7.5 4 80 8,500
01-00637-00600 6 9 4 80 8,500
01-00637-00800 8 12 6 110 17,600
01-00637-01000 10 15 8 130 21,500
01-00637-01200 12 18 10 150 31,900

*+——F5iE AL-3LS 12 (D) 28R L T<IEE L,
How to Order When you order, indicate AL-3LS (D).

26

) 7IVIZT A FLIZULAESE BETII=IL

Work Material Aluminium Aluminium Alloy Aluminium Cast
ori Vateria A1070 A2017-A5052-A7075 AC8C
EIHIEE

Cutting Speed

100~250m/min

150~300m/min

100~200m/min

EWRE EWRE KRR
B Feed EEE Feed B Feed
DA Spindle Speed Z BIE Spindle Speed i I Spindle Speed 3 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
CORBRIF. TVRINORSHUEN 4D 2BELLIZHDTY,
{RVED side Miling 7% Slotting EEHUBHNEELYRBIBSEF. TEMEESZCL TS,
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.
] X EE thAHE
TIARE 1D dp EEHUE | @EH Feed Depth of Cut
Depth of Cut J ap [ Overhang  |spindespeed| 38 | M@ | 1B fAIE
®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% | dp 1D x ae 0.03D
7D 30% 30% 20% | ap 1D X de 0.015D

(D:444% pia.)

" Z

Notes

¥ 1 OEMEXDERER. BUEIGTRELTIESL,

X 2 . Fr v I REMEDOHRBENEVYEFAL TS,
X3 T—T0EIR. U7 F vy IICEVIRE). FEERBNRET DESFUHIRGEEBEL T LT L,
¥ 4 ACBHEIEPBRO CERAZEHRHLET

%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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7ILIE
Aluminium Alloy

d—FEEDOII.HEIAOINITE..OU ) Z U]

Reducing chattering even for milling at corner and curved surface.

FLINMIAR-LIVRIL
ALB225

EIRITIT

Full Cutting Length Type

Ball End Mill for Aluminium

RO.3 ~ R6

]| =]

Machining case

£ 2654

Total 26 sizes

e

3D

- $#EIM 1 A6061
Work Material

e J—FUMN:FAMILZAB
Coolant : Oil mist

s J—JH 14X :100 X 60 mm

Work size
* $SN0TESRS - 3 05 20 &9

Total machining time : 3hr20min

a>7'xvy7947

Long Neck Type

DLICO—71>7 ZLINMIAR-ILIVRIL

ALB225-DLC RO.3 ~ R6

DLC COATING Ball End Mill for Aluminium

£ 2654

Total 26 sizes =hy| i p
MT TR TR LT it E(FI0T EX5E LA T BR% LA T fLLiinr
250 Process e Semi-Finishing Stock Removal Stock Removal @
F%Iﬁﬁgg{zgth Type DLc e “ {EHTE ALB225
3D Tool = ALB225 R3X12 R1.5X25%15 ALB225 R1X1.5%20
Ov 7%y 7947 > B4 [min’]
Long Neck Type Spindle speed 20,000 18,000 12,000
R e i) i [mm/min] 7,500 3,000 2,000 1,200 2,000
s ~ ~W R W LY IAARE
Feature R Yv—ITvITHUUSIHEVLWIRIA E’Zj;ﬁ"fcﬁf xae[mm] 1% 2 0.2 x 0.2 0.6 X 0.6 0.1 X 0.1 0.05 X 0.05
1 Shape Minimized chattering even with sharp cutting edge 5% L[mm]
0.1 0.05 0.05 0.05 -
HHGAERTINIEOU O VIRE ZINEl, NIE&FOXEVI—FBCERRG TERELNIZRELET, Stock
With a special cutting edge, chatter vibration during machining is suppressed. PITHSRS [min]
Achieves stable machining even in corner with heavy machining loads and high-speed conditions. Machi‘ning Time 14 24 8 24 130

T4 EELLER
Performance

- #HI41 : A5052
Work Material

ALB225 5{EX
ALB225 O. D. Cutting edge

fthttom

ALB225 Other tool brand

ALB225[33;00—FICHNTH
UCUWHREETRIFGITIEZRER

ALB225 achieves good machining surface and
no chattering at the corner

fthtt&R(E 30 D—F TUOU WL REE
Chattering occurred at the corner part
after machinedby other brand tool
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o

XV IEE 7,500mm/min EWSIHERICEVREICHEWTH,

VU ZRESEIRELEINIZRRLTVET,

ALB225 realizes no chattering and stable performance even under

very high speed condition, 7,500mm/min feed.

KREUET,

UUWE &L

None chattering mark

VU OFRELPTVI—FEB

CUWERE &4
Chattering mark

Ta Ly BICBEWVWTH

REUVEINIZRRELET
Stable machining at fillet part where
the chattering is easy to occur.

L/D=20 OFRHTHUVVW 2RESE Y. BELLLTHZ

L/D=20 still can achieve good finishing surface without chattering.
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ALB225
ALB225-DLC

H1 R
Size RO.3~R6 WC

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

226H1X
Total 26 sizes

22612

Total 26 sizes

25°

HISRIFSZER Recommended Milling Conditions

#%(7)is reference value.

30

(7)) is reference value.

TIWIZILEE
. Aluminium Alloy
£l A2017+-A5052-A7075
Work Material —
BERMY (S St
Normal Speed High Speed
TYPE A 2WEI(T TYPE A:2ARIT(S IRRSHUE L/D=10 L/D<10
Standard Type s - Standard Type vy Tool O\/erhung
T n - ] 0
fa) N < fa) [ N < _ N N N = _ N N N =
e % e O | EUEE THAME EERS | ERE THAME
S hSY »
4$ / l Uj 3 ‘ l Uj s R'U";]’Z B“Jth E}:ﬁ( Spindle Speed Feed Depth of Cut Spindle Speed Feed Depth of Cut
Radius Length of Cut
R£0.01 | 2 R+0.01 | 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>T%v7917 TYPE B:O7%v75917
e ek e g ek e 0.4 0.6 4 20,000 | 1,000 0.1 0.2 40,000 | 2,000 0.1 0.2
kel - T° " o - T n
S_ﬂ/—'—n e 9_/,;'—[] e 2 - 20,000 2,000 0.3 0.3 40,000 4,000 0.3 0.3
sre=—r 1 ——F |5 HE = on = I |5
/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+0.01 &
oL 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 TOOURENIFRIC LY . I—F B AENII DT & 105, @ NS TOOLRBOBFEUNEWLDLCI—T 1 > T ZRA L. 0.75 1.1 7.5 16,000 1,600 03 0.5 30,000 3,000 0.3 0.5
@ NS TOOL unique flute design reduces chattering at corner and side milling. ﬁﬂ%ﬁ'zﬁj]ﬂ:[ti@ LTWET,
@ Adopted NS TOOL original DLC COATING that suitable for long time machining. 1.1 15 10’000 1,000 0.2 0.3 20,000 2'000 0.2 03
WREIEE Work Material WREIF Work Material 4 _ 20,000 2 000 05 0.5 30,000 4000 05 05
N TNIZULGE N i N el N TLIZULEE N i N it
Aluminium Alloy Copper Resin Aluminium Alloy Copper Resin 1 1.5 10 15,000 1,500 03 0.5 20,000 3,000 0.3 0.5
O O @) @) O O
g [S% - mm / {5 : F9) 81 [S% : mm / 54 : ) 1.5 20 12,000 1,200 0.2 0.5 15,000 2,000 0.2 0.5
Unit [Size : mm / Retail Price : JPY] Unit [Size : mm / Retail Price : JPY] 6 1 8 000 2 000 O 6 1 25 OOO 4 000 O 6 1

J—KNo. | Rf-148| ()R | (METE | FA% | OME |(ETE| (V&S | Gvr>78 | O2R | Bl  O— KNo. | RA-I4E|(0)NE|(LETE| Tk | ONE |(ETE| (1188 | 0578 | L2F | B - : : . . '

Code No. | Radius | LengthofCut | Unheilergh | Type | Dia. | NeckDia. | Nekiparige | Shank Dia. | Oesllengt | Retail Price Code No. | Radius | LengthofCut | Uneledlengh| Type | Dia. | NeckDia. | Nekipuinge | Shank Dia. | Oeallengh | Retal Price 1.5 2.5 15 15,000 1,600 0.6 1 20,000 3,000 0.6 1
01-00638-03001| RO.3 | 0.45 3 |B|06]056| 12° 4 60 | 4,700  01-00668-03001| RO.3 | 0.45 3 | B| 06]056 | 12° 4 60 | 6,800 25 30 12,000 1,200 03 1 15,000 2,000 03 1
01-00638-04001 | RO.4 I 4 | B|O. 76| 12° 4 Al 01-00668-04001 | RO.4 ! 4 | B 8076 | 12° 4 60 | 7,200

04 | 06 081076 60] 5190 04 | 06 08 8 - 14,000 | 2,000 0.5 15 20,000 | 4,000 0.5 15
01-00638-05001 2 - Al - 12° 4 60 | 3,500  01-00668-05001 2 - AN - 12° 4 60 | 5,600
01-00638-05011 | RO.5 075 B| 1 |095]| 12° 4 60 | 4,500  01-00668-05011| RO.5 075 5 | B |1 0.95| 12° 4 60 | 6,600 2 3 20 12,000 1,500 0.5 1.5 16,000 3,000 0.5 1.5
01-00638-05013 ’ 0 | B |1 |095] 12° 4 60 | 4,800 010066805013 ' 10 | B| 1 | 095] 12° 4 60| 6,900 3 40 8,000 1,000 0.3 1.5 12,000 2,000 0.3 15
01-00638-07501 3 - |A] 15| - 12° 4 60 | 4,200 010066807501 3 - |A|15] - 12° 4 60 | 6,300 10 _ 12,000 3,000 0.8 18 20,000 5,000 0.8 18

- - . . . . ° - - . . 51145 | 12° 4 60| 6,700
01-00638-07511| R0O.75 11 75| B | 1.5]145| 12 4 60 | 4,600 01-00668-07511| R0.75 h 75 B | 15 25 35 25 8,000 2,000 0.8 18 15’000 3,000 08 18
01-00638-07513 15 B | 15| 145 | 12° 4 60 | 5,700 01-00668-07513 15 B | 15[ 145 | 12° 4 60| 7,800
01-00638-10001 4 - A2 - 12° 4 60 | 3,400 010066810001 4 - A2 - 12° 4 60| 5,500 3.5 50 5,000 1,500 05 1.8 10,000 2,000 0.5 1.8
01-00638-10011| R1 .5 10 | B| 2 [194] 12| 4 60 | 4,200  01-00668-10011| R1 is 10 |B| 2 [194]| 12°| 4 60| 6,300 12 - 12,000 3,000 1 2 20,000 5,000 1 2
01-00638-10013 ’ 20 B |2 [194|12°| 4 60| 4,600  01-00668-10013 ' 20 |B| 2 [194|12°| 4 | 60| 6700 3 6 30 8,000 2,000 1 2 15,000 4,000 1 2
01-00638-15001 6 - |A]3 - 12° 6 60 | 4,200  01-00668-15001 6 - | A3 - 12° 6 60 | 6,300 6 60 5000 1200 06 2 10.000 2000 06 2
wowsssn[R15 | | 15 [B |3 [285] 12| 6 | 60| 5400 owwsswn|R1s || 15 [B|3 [285] 12| 6 | 60| 7500 d : ' : : '

01-00638-15013 ' 30 [B|3 |285] 12°| 6 70| 6300  01-00668-15013 ' 30 |[B|3 |285] 12°| 6 70 | 8,700 © 16 - 10,000 2,000 L 2 15,000 3,000 ! 2
01-00638-20001 8 —lala | - | 122 s 70| 4,700  o01-00668-20001 8 ~lala | - 120 6 70| 7,100 5 20 - 8,000 2,000 2 3 12,000 3,000 2 3
01-00638-20011| R2 5 20 [B|4 |38 | 122| 6 80| 6000  waoswam|R2 | 20 |B| 4 [38 |12°] 6 80| 8,400 6 24 - 6,000 2,000 3 4 10,000 3,000 4
01-00638-20013 40 B | 4 3.8 12° 6 90 | 7,500 01-00668-20013 40 B | 4 3.8 12° 6 90| 9,900 ” t)J\AJxEU)a S B DBAGE S Aelzr” RERLET
010063825001 10 | - [a[s [ - ]122] 6 | 8o 5200 orooses2son 10 | - [als [ - ]122] 6 | 80| 7600 %2 @giéﬁlii ) )E)Erg(g Dﬂ bgj,}%%;ﬁz b‘? < f_\\igf ! ~ ’
= BUSIT CaazE [SRSRVAT
01-00638-25011| R2.5 35 25 | B| 5 4.8 12° 6 80| 6,800 01-00668-25011 | R2.5 35 25 | B | 5 438 12° 6 80| 9,200 (D g5 % 20,000 @EEL F EAT 3 ESEEMEICHER L TLEE0.)
01-00638-25013 50 |[B|5 |48 | 12°| 6 | 100| 8800  01-00668-25013 50 | B|5 |48 | 12°| 6 | 100 11,600 X3 . Fr v 7 RBAIMDSZ2EEDEVEDZEFEALTIIES 0,
01-00638-30001 12 - |lale | - | - 6 90 | 5,800  01-00668-30001 12 - lale | - | - 6 90 | 8,600 ¥4 T—T0M. S—U2T7F vy TICKUIRED.
- R =P Wi I —
01-00638-30011| R3 30 |B|6 |58 | - 6 90 | 7,500 010066830011 R3 30 [B|6 |58 | - 6 90 | 10,300 B = E 7::(;%‘5,' ?\%%j i F%ﬂjﬁ”%ﬁ-%g% LT<EEL.
— 6 6 3 5 KABAMYHEBO CERZHREDHLUET .
01-00638-30013 60 B | 6 5.8 — 6 120 | 9,600 01-00668-30013 60 B| 6 5.8 - 6 120 | 12,600 Notes %1 Depth of Cut: apzAxiaI Depth of Cut / Qe=Radial Depth of Cut.
01-00638-40001 | R4 16 - Al 8 - - 8 90 | 10,900 01-00668-40001| R4 16 - Al 8 - - 8 90 | 14,200 %2 Adjust both spindle speed and feed at the same rate.
010063850001 | RS |20 - |Aafj10 | - | - | 10 |100[13900  on-0066850001 R5 |20 - |afio | - | - | 10 |100]17400 (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 ]19,800 01-00668-60001) R6 24 - A 12 _ - 12 110 | 23,700 #4 Adjust milling conditions when vibration and abnormal sounds occur according to the rigidity of the machine and the
;]-_9‘_73-555 ALB225 R—)L¥RER) X AR (2) [ XETR(LNIZH/RL T LT, z--g“-?;f ALB225-DLC R—)LZER) XFR (L) [XBETR(IZERLUTLEE 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)EBEETT, ¥(7)3BEETY.
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T140-0014 FRRERSR)IIXAH 1-28-1 (ERFBIEAHBIERFTE L 6 F
TEL. 03-3774-2459 FAX. 03-3774-2460

JOA-QMB0S6  JOA-EM3712

-A Z4L TN 22 ED;FE  Attention on Safety

1) IB25—ZXA5MY)HTERE. TEORUE LY. DEFEFICEEMA LV, THEE

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

LT &L,
2) Ih P EEERFTHALVERICL T LS,
3) TE4ERTHE. WBTIBBRIBVETOT, BFHN— - REXHIZFEFERAL LS,
4) FVFFE, TEPNIARICRE S MEFEAL T LE WL,
TEREANZZL 2PN EBEL. IRhEHMABLSICLTLEE L,
5) HWHIMIE. Lo WBEEL T LS,
6) TERUVHHIMOTEIR. 550 UHERBLTHVNTEE L,
7) IEIRFIE. MIMOEBERICEL T ARTILEVH)ET,
8) ARICIE U TN & RE L T £ & Ve RAGEMNIMEER T 3158 1. MIMICRET BARE
PHBTEIK. KKOBRD B ET . BIAMFELTIToTLLEE L,
9) EARICRE (PIHIFE - 1) »PRELABAE. EEICHMELD T LIV,

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) Itis 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) TEDBER LEVTLEE L,

2110 VEGETABLE
. ©IL INK WAEN9O7(IBHORBER T, WE - URDEHFEEEETIHENIVET,
Aluminium_B1_202110 Specifications may change without notice for improvement.

10) Don't modify tools.




