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Tungsten Carbide 3 Flutes Endmill for Aluminum Alloy DLC Coating
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Flute shape is arranget for Aluminum Alloy processing with sharp edge Twist Angle
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@Cutting conditions are recommended on page 287. Unit [size :mm]
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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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Referential Cutting Conditions
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. Aluminum Expanding Material Aluminum Alloys Casting Copper Alloys
Workpiece A7075 <Si13% C1100
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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
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Depth of Cut

H & * Use a rigid and precise machine and holder. - .
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* Please Adiust the speed and feed when the cutting depth is large or when machines with low rigidity are used.
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* Use cutting Fluid.
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) Aluminum Alloys Copper Alloys Aluminum Alloys
Workpiece A7075 C1100 A7075
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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
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* Use a rigid and precise machine and holder.
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* Please Adiust the speed and feed when the cutting depth is large or when machines with low rigidity are used.
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* Use cutting Fluid.
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