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3 Flutes 45°Helix Roughing End Mills for Aluminum
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Coating

24~28 210~020

3ARO 040 080 S06
3ARO 040 150 S06
3ARO 050 100 S06
3ARO 050 200 S06
3ARO 060 120 S06
3ARO 060 210 S06
3ARO 080 160 S08
3ARO 080 270 S08
3ARO 100200510
3ARO 100310S10
3ARO 120240 512
3ARO 120380512
3ARO 160320 S16
3ARO 160 450 S16
3ARO 200 550 S20
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-0.0 Helix Angle

3AROC 040 080 S06
3AROC 040 150 S06
3AROC 050 100 S06
3AROC 050 200 S06
3AROC 060 120 S06
3AROC 060 210 S06
3AROC 080 160 S08
3AROC 080 270 S08
3AROC 100 200 S10
3AROC 100310510
3AROC 120 240 512
3AROC 120380 S12
3AROC 160 320 S16
3AROC 160 450 S16
3AROC 200 550 S20
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High speed semi finishing and roughing endmills for
Aluminum, AL alloy, non-ferrous and non-metallic materials.
Minimize built up edge by chip braker and deep pocket design.
Tetrabond TAC coating provides excellent work surface finish by
high hardness and low friction.

Minimize fracturing at high feed by high TRS fine WC grade.

D Size D Tolerance
?4~8 -0.02 ~ -0.04mm
10~ 20 -0.02 ~ -0.05mm
el mm

4 8 6
4 10 6
5 10 - 60 6
5 15 20 60 6
6 12 - 60 6
6 16 21 65 6
8 16 - 70 8
8 21 27 70 8
10 20 - 70 10
10 26 31 75 10
12 24 - 75 12
12 30 38 80 12
16 32 - 100 16
16 36 45 100 16
20 41 55 110 20
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CUttIng Condltlon + RPM : rev./min « Feed : mm/min
ZHHA Side Cutting
DA Materid 220|152 Aluminum Alloys 220|152 Aluminum Alloys
o3 A
: p Ae Ap Ae
&gﬁg‘ér RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth
a4 30,000 4,200 6 1 16,000 1,800 6 1
25 27,000 4,900 7.5 1.25 14,400 2,000 7.5 1.25
26 24,300 5,500 9 1.5 11,700 2,100 9 1.5
28 18,000 5,400 12 2 9,000 2,200 12 2
210 14,400 5,200 15 2.5 7,200 2,100 15 2.5
212 11,700 4,800 18 3 5,900 1,900 18 3
216 9,000 4,600 24 4 4,500 1,800 24 4
220 7,200 4,300 30 5 3,600 1,700 30 5
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When entering the tool to the workpiece, enter the tool from outside to the workpiece.
In case of long effective length, reduce the RPM and feed by 20% or less.
Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

In case of workpiece and machine do not have enough rigidity and make vibration, reduce the RPM and feed in same proportion.

Depending on the workpiece and shape, use adequate coolant.

4&6CTDB

B 6CTDB= RPM
B Use the same RPM and raise up the feed up to 30% for 6CTDB.
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+ RPM : rev./min « Feed : mm/min

oJAHY 54 2323
Material Graphite Hardened Steels
4E Hardness {35HRC
HIZ Ap Ae Ap Ae
Rad'i:l:s af2 RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth
RO.5 10 35,000 4,200 0.22 0.05 42,000 3,000 0.09 0.3
R0.75 10 33,000 5,250 0.27 0.05 39,000 4,400 0.10 0.3
R1 10 32,000 6,300 0.32 0.10 38,500 5,400 0.20 0.6
R1 15 25,000 6,000 1.18 0.10 30,000 4,200 0.20 0.6
R1.5 10 25,000 6,000 0.39 0.10 30,000 4,800 0.30 0.8
R2 10 16,000 4,500 0.45 0.10 20,000 3,500 0.40 1.1
R2 30 14,500 3,700 1.18 0.10 18,000 3,000 0.40 1.1
R3 10 12,000 4,250 0.49 0.10 14,000 3,400 0.60 1.4
R3 20 10,500 4,000 1.18 0.10 13,200 3,100 0.60 1.4
R4 5 9,500 4,100 0.45 0.10 11,000 3,200 0.80 1.6
R4 10 8,000 3,850 0.45 0.10 10,000 3,000 0.80 1.6
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e < D : Outside Diameter 9|74 (mm)
Depth of Cut - N - Speed 25 (min’
‘ Ae ‘ n: Spee (min")
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© R ZABE 44 7IZ0/5, GHAOE B4 SAISHL, T|EE OHHO! 4 LIA ZH30%7HR| UP iZ4AI2.
o A 20 el= ZEs 22 21400 0] ZH=of H|5to] f%ﬁfé')\l
. O[A4E 5 2 30| Hel 70| EO|T{Zi0] Tfah D2fBhALL, HAH A0 2150{ 27 SHAIALS.
+ 52 71BA| B B 80l 5{0 FUAR,
o HMY0| 22 ZR, FeedE ZITH 20% 71| UP A[7A FHAIL.

HH 2o U I7ISAI EE, Lot F2| SHHAIL.

The parameters on the table is based on 4 flutes. For using 6 flutes, use the same RPM and raise up the feed up to 30% in stable milling condition.
If there is no parameter for the angle of your tool, refer to the previous angle, and adjust compare to it.
Consider the RPM and feed based on the taper angle and adjust it with milling condition.

For 5-axis milling, check the length of the effective length before milling.
If you want to increase metal removal rates, raise up the feed up to 20%.
During the chip evacuation, note for heat and ignition.
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Your specials are our standards.
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