3 Flutes Mirror Finishing Cutting End Mills for Aluminum W
/
3 gl 48 130 g ey —C

© UR20|5, 20|53 S U IS AP B ACY
o

. ‘— « 25 BEA HAE SR S LJE HAIt F3H A5t 2
= 71EAl lLI“JRH°I ST ZH AS 7HSSHA FU L
o YHHO| 2 0|7 2FE S (0.5um)§1HE—'.* AELO| ThE S 2|45
hs Soin ’
R IES—= g ST
S S}
] L . « Endmills for Aluminum, AL alloy, non-ferrous and
non-metallic materials.

* By 25-degree helix flute edge design with the after-treatment process,
when milling workpiece, it enables superior mirror surface milling.
* Minimize fracturing by high TRS fine(0.5um) WC grade.
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0-0.0 t 6~16 +0 ~ -0.01mm

26~216 Shield Edge ~ 359P Ctel: mm

3FALE 060 170 S06 6 17 60 6
3FALE 060 220 S06 6 22 65 6
3FALE 080 260 S08 8 26 70 8
3FALE 080 360 S08 8 36 80 8
3FALE 100310510 10 31 80 10
3FALE 100410S10 10 41 90 10
3FALE 120 360 S12 12 36 90 12
3FALE 120 460 S12 12 46 100 12
3FALE 160 460 S16 16 46 100 16
3FALE 160 660 S16 16 66 120 16
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ZDLC Cutting Condition « RPM : rev./min « Feed : mm/min

Y20 ERE YRO|EHZFE /COPHAE HAYR /SHE s&a
A i Aluminum Alloy Expanding Material Aluminum Alloys Casting / Die Casting Magnesium Alloy / Copper Allloy
144 Materid Copper Allloy / CFRP
A7075 Si13% AZ91/ AZ80A / C1100 C1100
Qi3 1473 23 1473 2i}3 1473
Regular Milling High Speed Milling Regular Milling High Speed Milling Regular Milling High Speed Milling
Q| outside Diameter RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
21 37,500 220 50,000 1,170 37,400 220 50,000 1,170 27,000 160 49,000 820
21.5 37,500 300 50,000 1,430 37,400 300 50,000 1,430 18,000 170 34,700 820
a2 30,000 350 40,000 1,430 30,000 350 40,000 1,430 13,500 180 28,000 880
23 20,000 600 27,000 1,430 20,000 600 27,000 1,430 9,400 260 20,000 880
a4 15,000 610 20,000 1,430 14,700 610 20,000 1,430 7,000 270 15,200 880
26 10,000 700 13,000 1,430 10,000 700 13,000 1,430 4,700 290 9,400 880
28 7,800 780 11,000 1,560 7,800 780 10,700 1,560 3,400 390 7,700 940
210 5,900 850 7,800 1,820 5,900 850 7,800 1,820 2,700 390 5,600 1,000
212 4,000 900 5,900 1,950 4,000 900 5,900 1,950 2,100 410 4,200 1,100
MM Ap Ae Ap Ae Ap Ae Ap Ae Ap Ae Ap Ae
Side Cutting 1.2D 0.1D 1D 0.1D 1.2D 0.1D 1D 0.1D 1D 0.1D 1D 0.05D
guy Ap Ap Ap Ap Ap Ap
Slotting 0.3D 0.15D 0.3D 0.15D 0.3D 0.1D
Ae‘
Zolak
2Ho A
Depth of Cut IAp o P
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Olole2 52 D]AE ZHUES 25D 2 A 30| U THEA| 2, Wajol 20 SHAIQ.

In case of long effective length, reduce the RPM and feed by 20% or less.

Refer to the corner radius value for side milling

Consider the corner radius value when you set up the Ae value.

Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.
Air blow or mist coolant is recommended and note for chip emission, heat, or ignition.

3FA LE Cutting Condition « RPM: rev.jmin » Feed : mmjmin

£34 Slotting ZBHA Side Cutting
A Materid 220|582 Aluminum Alloys 220[E8E  Aluminum Alloys
93 A
: p Ae Ap Ae
,%g,t,ﬁgdt‘;r RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth
26 8,000 1,000 6 6 8,000 1,200 15 1.8
28 6,000 1,000 8 8 6,000 1,200 20 2.4
210 4,800 1,000 10 10 4,800 1,200 25 3
212 4,000 1,000 12 12 4,000 1,200 30 3.6
216 3,000 1,000 16 16 3,000 1,200 40 4.8
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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.
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Your specials are our standards.
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