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Tungsten Carbide 3 Flutes Short Endmill with Corner R for Aluminum Alloy DLC Coating
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Flute shape is arranget for Aluminum Alloy processing with sharp edge Twist Angle Corner R
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@Cutting conditions are recommended on page 287. Unit [size :mm]
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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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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
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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.

- 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.
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* Use cutting Fluid.
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