TIV=E&ER

For Aluminum Alloy




ALES-2DLC

BE2RA7 IV O LEERTIY RV (Y3—HE) -DLCO—T 1 VIt
Tungsten Carbide 2 Flutes Short Endmill for Aluminum Alloy DLC Coating

BDLCO— 7T J%ELELSE 45°
DLCcoating is applied SMG 9 DLC
WOFk%E 7)) S BLMIAIC L TINBRE RIFICLE LT i
Flute shape is arranget for Aluminum Alloy processing with sharp edge Twist Angle
= = ] @
- I ——— é‘ - ’*’*{ *********** [
, 15°
WM Workpiece
TIaae mae L
Aluminum Alloy | Copper Alloys
O O
O@UJHIRMFRISP283IEEH B [E  mm]
@Cutting conditions are recommended on page 283. Unit [size :mm]
oa & H&ED b/ eRL WwEd
Code No. Flute Diameter Flute Length Total Length Shank Diameter
ALES-2010DLC 1 2 45 4
ALES-2015DLC 1.5 3 45 4
ALES-2020DLC 2 4 45 4
ALES-2025DLC 2.5 5 45 4
ALES-2030DLC 3 6 50 6
ALES-2035DLC 35 7 50 6
ALES-2040DLC 4 8 50 6
ALES-2045DLC 45 9 60 6
7 ALES-2050DLC 5 10 60 6
L ALES-2055DLC 5.5 11 60 6
= ALES-2060DLC 6 12 60 6
& ALES-2065DLC 6.5 13 70 8
& ALES-2070DLC 7 14 70 8
i ALES-2075DLC 75 15 70 8
ALES-2080DLC 8 16 70 8
ALES-2085DLC 8.5 17 75 10
e ALES-2090DLC 9 18 75 10
y ALES-2095DLC 95 19 75 10
ALES-2100DLC 10 20 75 10
ALES-2105DLC 10.5 21 80 12
ALES-2110DLC 11 22 80 12
ALES-2115DLC 11.5 23 80 12
ALES-2120DLC 12 24 80 12
ALES-2130DLC 13 26 80 12
ALES-2140DLC 14 28 80 12
ALES-2150DLC 15 30 90 16
ALES-2160DLC 16 32 100 16
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ALES-2DLC

YIRIRHEE

Referential Cutting Conditions

o fAIEINL Side Milling #EINT Grooving
FILZZULER HE® FIZZULER HEE
Workpiece Alum'|6r\17ugn75AIons CopcpfquOIons AIumlAr\17uCr)r;,5Alloys Copg;a;oA(l)loys
HE [ElE% EDEE [ElE% EDEE k¢ EDEE Ik EDEE
Fiuia (Bl TEar Revolution Feed Revolution Feed Revolution Feed Revolution Feed
mm min™ mm/min min” mm/min min™ mm/min min’ mm/min
1 32,000 220 23,500 220 32,000 220 23,500 220
2 32,000 420 11,500 215 32,000 420 11,500 215
3 21,000 700 7,950 250 21,000 700 7,950 250
4 15,500 725 5,950 280 15,500 725 5,950 280
5 12,500 760 4,750 295 12,500 760 4,750 295
6 10,500 830 3,950 310 10,500 830 3,950 310
8 7,950 890 2,950 350 7,950 890 2,950 350
10 6,350 995 2,350 365 6,350 995 2,350 365
12 5,300 1,050 1,950 390 5,300 1,050 1,950 390
14 4,500 1,050 1,700 395 4,500 1,050 1,700 395
16 3,950 1,050 1,450 390 3,950 1,050 1,450 390
Y10 A HE AT DA =1
R RIS — ZRIE DS B BEDE WD DEEREE L,
® +Use a rigid and precise machine and holder.
Remarks -IRRZEERLTIEE L,
+ Use cutting Fluid.
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ALE-3DLC

BRI IVEZ I LAEEAI Y RI/V - DLCO—F 1 > J 1
Tungsten Carbide 3 Flutes Endmill for Aluminum Alloy DLC Coating

BDLCO— 7T J%ELELSE 45°
DLCcoating is applied SMG d DLC
WOFk%E 7)) S BLMIAIC L TINBRE RIFICLE LT i
Flute shape is arranget for Aluminum Alloy processing with sharp edge Twist Angle
e R e — =E
15°
BB Workpiece £
TIVEEE woe L
Aluminum Alloy | Copper Alloys
O O
@ UHIZAxRIZP287 (5 B [E  mm]
@Cutting conditions are recommended on page 287. Unit [size :mm]
oa & H&ED b/ eRL WwEd
Code No. Flute Diameter Flute Length Total Length Shank Diameter
ALE-3030DLC 3 9 60 6
ALE-3035DLC 3.5 10 60 6
ALE-3040DLC 4 12 60 6
ALE-3045DLC 4.5 13 60 6
ALE-3050DLC 5 15 60 6
ALE-3055DLC 5.5 16 60 6
ALE-3060DLC 6 18 60 6
ALE-3065DLC 6.5 19 70 8
7 ALE-3070DLC 7 21 70 8
L ALE-3075DLC 7.5 22 70 8
= ALE-3080DLC 8 24 70 8
& ALE-3085DLC 8.5 25 80 10
& ALE-3090DLC 9 27 80 10
i ALE-3095DLC 95 28 80 10
ALE-3100DLC 10 30 80 10
ALE-3105DLC 10.5 32 90 12
e ALE-3110DLC 11 33 90 12
y ALE-3115DLC 115 35 90 12
ALE-3120DLC 12 36 90 12
ALE-3130DLC 13 39 100 12
ALE-3140DLC 14 42 100 12
ALE-3150DLC 15 45 110 16
ALE-3160DLC 16 48 110 16
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ALERS-3DLC

BE3WAT7 IV Z U LERBI—FT—REIY IV (73— HE)
Tungsten Carbide 3 Flutes Short Endmill with Corner R for Aluminum Alloy DLC Coating

- DLCO—FT 1 I

WOLCO—FT 7 %ELELR 45° a-F-R
DLCcoating is applied SMG d DLC
WOFk%E 7)) S BLMIAIC L TINBRE RIFICLE LT FIL
Flute shape is arranget for Aluminum Alloy processing with sharp edge Twist Angle Corner R
" . e 2 ©
R ————— é - S BE
R£0.02 2 e
A workpiece L
TIVEEE BaS
Aluminum Alloy | Copper Alloys
O O
O@UJHIRMRISP287(EEH B [E mm]
@Cutting conditions are recommended on page 287. Unit [size :mm]
o & HE&ED J—7+—R N4 =R L wEd
Code No. Flute Diameter Corner R Flute Length Total Length Shank Diameter
ALERS-30302RDLC 3 0.2 6 60 6
ALERS-30305RDLC 3 0.5 6 60 6
ALERS-30402RDLC 4 0.2 8 60 6
ALERS-30405RDLC 4 0.5 8 60 6
ALERS-30410RDLC 4 1 8 60 6
ALERS-30502RDLC 5 0.2 10 60 6
ALERS-30505RDLC 5 0.5 10 60 6
ALERS-305T10RDLC 5 1 10 60 6
ALERS-30603RDLC 6 0.3 12 60 6
ALERS-30605RDLC 6 0.5 12 60 6
ALERS-30610RDLC 6 1 12 60 6
ALERS-30803RDLC 8 0.3 16 70 8
ALERS-30805RDLC 8 0.5 16 70 8
ALERS-30810RDLC 8 1 16 70 8
ALERS-30815RDLC 8 1.5 16 70 8
ALERS-30820RDLC 8 2 16 70 8
ALERS-31003RDLC 10 0.3 20 75 10
ALERS-31005RDLC 10 0.5 20 75 10
ALERS-31010RDLC 10 1 20 75 10
ALERS-31015RDLC 10 1.5 20 75 10
ALERS-31020RDLC 10 2 20 75 10
ALERS-31030RDLC 10 3 20 75 10
ALERS-31205RDLC 12 0.5 24 80 12
ALERS-312T10RDLC 12 1 24 80 12
ALERS-31215RDLC 12 1.5 24 80 12
ALERS-31220RDLC 12 2 24 80 12
ALERS-31230RDLC 12 3 24 80 12
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ALERS-3DLC

& % HED a1—3—R Y 2RL wEd

Code No. Flute Diameter Corner R Flute Length Total Length Shank Diameter
ALERS-31610RDLC 16 1 32 100 16
ALERS-31615RDLC 16 1.5 32 100 16
ALERS-31620RDLC 16 2 32 100 16
ALERS-31630RDLC 16 3 32 100 16

oy /=N




ALE-3DLC. ALERS-3DLC

YIRIRHEE

Referential Cutting Conditions

BIEYIHE] Side Milling

o FILIZILARER FILI=HLBREY was
. Aluminum Expanding Material Aluminum Alloys Casting Copper Alloys
Workpiece A7075 <Si13% C1100
DS S B3R EDRE ElL7re2 EORE Ell7e5' EDRE
Flute Diameter Revolution Feed Revolution Feed Revolution Feed
mm min’' mm/min min”' mm/min min’! mm/min
3 21,000 950 21,000 950 7,950 320
4 15,500 1,100 15,500 1,100 5,950 350
5 12,500 1,100 12,500 1,100 4,750 380
6 10,500 1,200 10,500 1,200 3,950 400
8 7,950 1,300 7,950 1,300 2,950 450
10 6,350 1,500 6,350 1,500 2,350 480
12 5,300 1,550 5,300 1,550 1,950 510
16 3,950 1,650 3,950 1,550 1,450 510
TIDAARE -UIDAHRSE ap=1.6D
Depth of Cut YIDAHE ae=0.1D

- B RIS — (BRI DB B BEDE Wb D% SERAIEE N,

Depth of Cut

H & * Use a rigid and precise machine and holder. - .
- PIDA MRS MBI SRR IC & D EIERRE, XD EE 2 HELTIEE W,
* Please Adiust the speed and feed when the cutting depth is large or when machines with low rigidity are used.
Remarks - IR EERLTIEE W,
* Use cutting Fluid.
5%@] E’U Grooving
I FILEZULER HEE FILZZULER
) Aluminum Alloys Copper Alloys Aluminum Alloys
Workpiece A7075 C1100 A7075
A& ke EDEE ke EDEE Ik EDEE
Flute Diameter Revolution Feed Revolution Feed Revolution Feed
mm min’ mm/min min” mm/min min”' mm/min
3 21,000 670 21,000 670 7,950 325
4 15,500 700 15,500 700 5,950 365
5 12,500 745 12,500 745 4,750 385
6 10,500 820 10,500 820 3,950 405
8 7,950 865 7,950 865 2,950 455
10 6,350 970 6,350 970 2,350 475
12 5,300 1,050 5,300 1,050 1,950 510
16 3,950 1,050 3,950 1,050 1,450 510
Y10 AHE s Ny
DDBHRE GIDABREE  ap=05D

B %

Remarks

- BRI T)b@-tétﬁj&@@é*ﬁﬂ?@mL\Eg)’éc_@iﬁﬁ<fié\/\

* Use a rigid and precise machine and holder.

- P10 IAGRE HEMANE S EIR IC & D [EERREE, X

* Please Adiust the speed and feed when the cutting depth is large or when machines with low rigidity are used.
- PIHEZEER L TIEE L,
* Use cutting Fluid.

KDREZHEL TS,
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ALRE-3DLC

BE3WA7IVIZULEERAI—FT—REIY FI)V QIEEMIGE) - DLCO—TF 1 »J1F
Tungsten Carbide 3 Flutes Endmill with Corner R for Aluminum Alloy DLC Coating

BDLICO—F o &EELELS 45° Ey———
DLCcoating is applied. SMG ~ d E DLC
WOFRE 7 )V S AEMT A L ThsERIFICLE LT LA

Twist Angle Corner R

Flute shape is arranget for Aluminum  Alloy processing with sharp edge

= = I St
HHIF Workpiece ]
TIViEE HE®
Aluminum Alloy | Copper Aloys
O O
O@UJHIRMFRISP28IIEEH B [E  mm]
@Cutting conditions are recommended on page 289. Unit [size :mm]
o & HE&ED J—7+—R N4 =R L wEd
Code No. Flute Diameter Corner R Flute Length Total Length Shank Diameter

ALRE-30800DLC 8 - 12 100 6
ALRE-30805DLC 8 0.5 12 100 6
ALRE-30810DLC 8 1 12 100 6
ALRE-31000DLC 10 - 15 120 8
ALRE-31005DLC 10 0.5 15 120 8
ALRE-31010DLC 10 1 15 120 8
ALRE-31020DLC 10 2 15 120 8
ALRE-31030DLC 10 3 15 120 8
7 ALRE-31200DLC 12 - 18 140 10
L ALRE-31205DLC 12 0.5 18 140 10
= ALRE-31210DLC 12 1 18 140 10
= ALRE-31215DLC 12 1.5 18 140 10
& ALRE-31220DLC 12 2 18 140 10
ik ALRE-31230DLC 12 3 18 140 10
ALRE-31400DLC 14 - 21 150 12
ALRE-31410DLC 14 1 21 150 12
o ALRE-31415DLC 14 1.5 21 150 12
y ALRE-31420DLC 14 2 21 150 12
ALRE-31430DLC 14 3 21 150 12
ALRE-31600DLC 16 - 24 160 14
ALRE-31610DLC 16 1 24 160 14
ALRE-31630DLC 16 3 24 160 14
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ALRE-3DLC

YIRIRHESE

Referential Cutting Conditions

RIEYIHE] side Milling
WEIAE FILIZOLAREMH FILE=HLEEEY T F v AN RTRIILES HEE
Workpiece Aluminum Expanding Material Aluminum Alloy Casting-Die Casting Magnesium Alloy-Copper Alloys
P A7075 <Si 13% AZ91-AZ80A-C1100
e St el RS el R IR HIF
FF Regular Milling High Speed Milling Regular Milling High Speed Milling Regular Milling High Speed Milling
TR DR | XORE | EEEH RORE| EER (R0O®E| DM XORE| DM XORE | EER | R0RE
mm Revolution Feed Revolution Feed Revolution Feed Revolution Feed Revolution Feed Revolution Feed
min™ mm/min min’' mm/min min” mm/min min’ mm/min min” mm/min min’ mm/min
8 7,950 | 1,500 |20,000| 3,750 | 7,950 | 1,500 | 12,000 | 2,250 | 2,950 460 8,000 | 1,150
10 6,350 | 1,700 | 16,000 | 4,300 | 6,350 | 1,700 | 9,600 | 2,600 | 2,350 475 6,350 | 1,150
12 5,300 | 1,750 | 13,300 | 4,400 | 5,300 | 1,750 | 8,000 | 2,650 | 1,950 510 5,300 | 1,250
14 4,550 | 1,750 | 11,500 | 4,400 | 4550 | 1,750 | 6,900 | 2,650 | 1,600 510 4,500 | 1,250
16 3,950 | 1,750 | 10,000 | 4,400 | 3,950 | 1,750 | 6,000 | 2,650 | 1,450 510 4,000 | 1,250
YIDAHRE -PIDRAIHRE  ap=1.2D
Depth of Cut -YIDAHE ae=0.1D
- B RIS — ISR DB D BE DR WS DZESEREE W,
1,'%’ % * Use a rigid and precise machine and holder.
- PIDIAGRE MBI S ERRR K DEIERE XD EEZHBEL TS,
* Please Adiust the speed and feed when the cutting depth is large or when machines with low rigidity are used.
Remarks - IR EER L TIEE WL,
* Use cutting Fluid.

EUIH! Grooving
HHI FILEZULAEREM FIVEZILEREY
. Aluminum Expanding Material Aluminum Alloy Casting
Workpiece
A7075 <Si 13%
AL SpaafCllE! RS EEYHIA
FFE Regular Milling High Speed Milling Regular Milling High Speed Milling
raetemee | EERM | EOMEE | ERH XOEE| EEK RE0EE| EER |E0EE
mm Revolution Feed Revolution Feed Revolution Feed Revolution Feed
min’' mm/min min’' mm/min min”' mm/min min’' mm/min
8 8,000 | 1,000 |20,000| 2,500 | 8,000 | 1,000 | 12,000 1,500
10 6,350 | 1,150 | 16,000 | 2,800 | 6,350 | 1,150 | 9,600 | 1,700
12 5,300 | 1,200 | 13,300 | 2,950 | 5,300 | 1,200 | 8,000 | 1,750
14 4,550 | 1,200 | 11,500 | 3,000 | 4550 | 1,200 | 6,800 | 1,800
16 3,950 | 1,200 | 10,000 | 3,000 | 3,950 | 1,200 | 6,000 | 1,800
YIDAHR G
N0RH R “GIDAMEE  ap=0.1D
Depth of Cut
- B NIV — BRIED B D EE DBV D%E IHEREE,
i\ £ * Use a rigid and precise machine and holder.
- IDRA MRS MBI SRR IC KD EIERE, XD RE ZHEL LS,
* Please Adiust the speed and feed when the cutting depth is large or when machines with low rigidity are used.
Remarks - I ZEERLTIEE W,
* Use cutting Fluid.
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ALERT-3DLC

BE3WAH 7 IV U LE@AI—F—REIY FI)L E@AR) -DLCO—T 4 V71
Tungsten Carbide 3 Flutes Endmill with Corner R for Aluminum Alloy DLC Coating

WOLCO—FT 7 %ELELR 45° a-F-R
DLCcoating is applied SMG d DLC
WOFk%E 7)) S BLMIAIC L TINBRE RIFICLE LT FIL
Flute shape is arranget for Aluminum Alloy processing with sharp edge Twist Angle Corner R
—— 1o e | — =g
R+0.02 VLJ =
BT Workpiece = )
TIVEEE BaS
Aluminum Alloy | Copper Aloys
O O
O@UJHIRMRISP291ICEEH B [E  mm]
@Cutting conditions are recommended on page 291. Unit [size :mm]
An & HN#ED [3—F+—-R| HARYL | BYRL2 | BETHEI] | &RL WwEd
Code No. Flute Diameter Corner R Flute Length Effective Length Neck Diameter | Total Length | Shank Diameter
ALERT-30305RDLC 3 0.5 4.5 9 2.7 60 6
ALERT-30405RDLC 4 0.5 6 12 3.6 60 6
ALERT-30505RDLC 5 0.5 7.5 15 4.5 60 6
ALERT-30605RDLC 6 0.5 9 18 54 60 6
ALERT-30610RDLC 6 1 9 18 54 60 6
ALERT-30805RDLC 8 0.5 12 24 7.2 70 8
ALERT-30810RDLC 8 1 12 24 7.2 70 8
ALERT-31005RDLC 10 0.5 15 30 9 80 10
5 ALERT-31010RDLC 10 1 15 30 9 80 10
L ALERT-31205RDLC 12 0.5 18 36 11 100 12
= ALERT-31210RDLC 12 1 18 36 11 100 12
& ALERT-31605RDLC 16 0.5 24 48 15 120 16
& ALERT-31610RDLC 16 1 24 48 15 120 16
A ALERT-31630RDLC 16 3 24 48 15 120 16
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ALERT-3DLC

YIRIRHESE

Referential Cutting Conditions

RIEYIHE] side Milling
I FILIZULEEEHM FIVZZOLEEHEY - F1F AL NTRVULER - WEE
Aluminum Expanding Material Aluminum Alloys Casting-Die Casting Magnesium Alloys-Copper Alloys
Workpiece A7075 <Si 13% AZ91-AZ8OA-C1100
RESM =R A RESM EEGIEIRA R EEYIEIA
X &’ Regular Milling High Speed Milling Regular Milling High Speed Milling Regular Milling High Speed Milling
Flute Diameter | mgxdy (XD | [EERM [X0EE | EERH [E0RE | B8 [R0RE | 5 |X0®RE| SR |%0®RE
mm Revolution Feed | Revolution [  Feed Revolution Feed Revolution |  Feed | Revolution Feed Revolution Feed
min’ mm/min min” mm/min min” mm/min min’ mm/min min” mm/min min’ mm/min
3 21,000 1,100 (40,000 2,100 (21,000 1,100 |24,000| 1,250 | 7,950 | 325 |17,000 625
4 15,500 1,250 |32,000| 2,550 (15,500 1,250 | 19,200 1,550 | 5950 | 365 |[14,300 800
5 12,500 1,300 |32,000| 3,250 [12,500( 1,275 | 19,200 1,950 | 4,750 | 385 [12,700 925
6 10,500 1,400 | 26,500 3,500 [10,500| 1,400 | 15,900 2,150 | 3,950 | 400 (10,600 960
8 7,950 1,500 |20,000| 3,750 [ 7,950( 1,500 | 12,000 2,250 | 2,950 | 460 8,000( 1,130
10 6,350 1,700 | 16,000| 4,300 [ 6,350 1,700 | 9,600 2,580 | 2,350 | 475 6,350( 1,150
12 5,300 1,750 | 13,300| 4,400 | 5300| 1,750 | 8,000 2,650 | 1,950 | 510 5,300 1,250
16 3,950( 1,750 | 10,000| 4,400 [ 3,950( 1,750 | 6,000 2,650 [ 1,450 | 510 4,000| 1,250
YIDAHRE -ap=1.0D - ap=1.0D -ap=1.0D -ap=1.0D - ap=1.0D - ap=1.0D
Depth of Cut - ae=0.2D -ae=0.1D - ae=0.2D -ae=0.1D - ae=0.2D -ae=0.1D

- ERL LY — ISR DB BBE DB Wb DZE SERIEE W,

{,ﬁ—é % * Use a rigid and precise machine and holder. - .
- PIDA MRS AEMBIE SRR IC & D EERRE, XD RE Z /L TIEE 0,
* Please Adiust the speed and feed when the cutting depth is large or when machines with low rigidity are used.
Remarks - IR EER LTS W,
* Use cutting Fluid.
EUIHE Grooving
Aluminum Expanding Material Aluminum Alloys Casting-Die Casting Magnesium Alloys-Copper Alloys
Workpiece .
A7075 < Si 13% AZ91-AZ80A-C1100
RERM =EYIEIA R =EYIHIA RN
X ?:Xt Regular Milling High Speed Milling Regular Milling High Speed Milling Regular Milling
Flute Dlameter | gy | 3X0REE| EE5% [X0EE | EEss |X0RE | MEnsk |X0EE | QiE [X0&E
(i Revolution Feed Revolution Feed Revolution Feed Revolution Feed Revolution Feed
min’' mm/min min”' mm/min min’' mm/min min’' mm/min min”' mm/min
3 21,000 770 |40,000( 1,450 [21,000 770 | 24,000 880 | 7,950 | 325
4 15,500 810 [32,000| 1,700 (15,500 810 |19,200| 1,000 | 5,950 | 375
5 12,500 860 | 32,000 2,200 | 12,500 860 | 19,200 1,350 | 4,750 | 385
6 10,500 950 | 26,500 2,400 | 10,500 950 | 15,900 1,450 | 3,950 | 400
8 8,000 1,000 |20,000| 2,500 [ 8,000( 1,000 | 12,000 1,500 | 2,950 | 460
10 6,350 1,150 | 16,000| 2,800 [ 6,350( 1,150 | 9,600| 1,700 | 2,350 | 475
12 5,300| 1,200 [ 13,300| 2,950 | 5,300| 1,200 | 8,000| 1,800 | 1,950 510
16 3,950| 1,200 [ 10,000| 3,000 [ 3,950( 1,200 | 6,000( 1,800 | 1,450 510
Y10 AHFE
NORBES | 55=05D | -ap=025D | -ap=05D | -ap=025D | -ap=05D
Depth of Cut

" %

Remarks

* Use cutting Fluid.

- B RV Y — ISR DB B BE DR Wb DZE SERIEE W,

* Use a rigid and precise machine and holder. _ .

- YIDIAMRE BRI FERARRIC L DEIERE XD EEEREL LI,
* Please Adiust the speed and feed when the cutting depth is large or when machines with low rigidity are used.

- PIELREERL TS,
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NFRS-2

JERERBMIABE2MI T FIL - BAEXRY L
Carbide 2-flute Endmill For Nonferrous Metal Machining, Right Flute Left Helical

WS ROAEMTICRETY 30°
Ideal for side machlnlng of nonferrous metals SMG M"Y 9
WEXILITEY ., IESEASE T BB LE LR LA
The left-hand threading is designed to discharge chips to the tip Twist Angle
T ——————————— gﬁ%g fffffffffff H=
0
IR Workpiece .
wae TILza 5
Copper Alloys | Aluminum Alloy Resin
O O O
O@UHIRMARIZP293(CEEH 8 7 [<5%  mm]
@Cutting conditions are recommended on page 293. Unit [size :mm]
oa & H&ED x4 2R L WwiEd
Code No. Flute Diameter Flute Length Total Length Shank Diameter
NFRS-2005 0.5 1.5 50 4
NFRS-2006 0.6 2 50 4
NFRS-2007 0.7 2 50 4
NFRS-2008 0.8 25 50 4
NFRS-2009 0.9 3 50 4
NFRS-2010 1 S 50 4
NFRS-2012 1.2 4 50 4
NFRS-2015 1.5 5 50 4
5 NFRS-2020 2 6 50 4
L NFRS-2025 2.5 8 50 4
= NFRS-2030 3 10 60 6
& NFRS-2040 4 12 60 6
& NFRS-2050 5 15 60 6
i NFRS-2060 6 15 60 6
BHEXRIL BAERTIL
(PSE-2) (NFRS-2)

POINT
BAERD LIS IV A s ~\HEH
7 W) ESAXQ05~51FvT

:
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NFRS-2

YIRIRHESE

Referential Cutting Conditions

RITEYIE Side Milling

A+ TILZIE® Ei=
Workpiece Aluminum Alloy Copper Alloys
AN & [El¥R% XKD ERE YIDAHRSE [El¥R% XKD EE YIDAMMRS
Flute Diameter Revolution Feed Cutting Depth Revolution Feed Cutting Depth
mm min’' mm/min mm min’' mm/min mm
0.5 32,000 200 0.12 30,000 120 0.12
0.6 32,000 240 0.15 25,000 120 0.15
0.7 32,000 260 0.17 25,000 120 0.17
0.8 32,000 300 0.2 21,000 120 0.2
0.9 25,000 320 0.22 16,600 120 0.22
1 22,500 400 0.5 15,000 120 0.5
1.2 21,000 450 0.6 12,500 120 0.6
1.5 16,000 450 0.7 10,000 120 0.7
2 12,000 500 1 7,500 120 1
2.5 9,500 550 1.2 6,000 160 1.2
3 8,000 600 1.5 5,000 160 1.5
4 6,000 500 2 3,700 160 2
5 4,800 450 2.5 3,000 160 2.5
6 4,000 400 S 2,500 160 3
& 2 - [EERH gﬁg n \ggu@g%gzﬁg LfT—Fé A% i + Adjust Relvol'ution anq Feed Speed aF the same rate.
PIDKTOBER/EICERL, BYICHRELTRE W, + Watch Winding of Chip and remove it adequately.
Remarks HERI7 70— PILIALOBABTEHEERLTTEW, - Use AirBlow for Resin and use Cutting Ol for Aluminum Alloy.

RImEYIE] Side Milling

HREI#A & BE
Workpiece Resin
PSR [El#x%% EDRE P10 IARSE
Flute Diameter Revolution Feed Cutting Depth
mm min’! mm/min mm
0.5 31,500 320 0.4
0.6 26,500 350 0.5
0.7 22,700 350 0.6
0.8 20,000 420 0.6
0.9 18,000 450 0.7
1 16,000 500 0.8
1.2 13,200 600 1
1.5 10,500 700 1.2
2 8,000 700 1.4
2.5 6,300 750 1.8
3 5,300 800 2
4 4,000 700 2.8
5 3,200 600 35
6 2,600 500 4.2
1 P - EERHEED EEL&@Q%@T?E%%TTS W, + Adjust Relvol‘ution anq Feed Speed at the same rate.
IDKTOEEFZITEREL, BIICHRELTIEI W, » Watch Winding of Chip and remove it adequately.
Remarks BRI 70—, 7IIEL0BRETEMZERL TTS W,

+ Use Air Blow for Resin and use Cutting Oil for Aluminum Alloy.
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