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
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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 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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Referential Cutting Conditions
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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
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{,ﬁ—é % * 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.
Remarks - IR EER LTS W,
* Use cutting Fluid.
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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
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Remarks

* Use cutting Fluid.
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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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