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RETHLKEHRETINER, EXHTHZWIIEMMERE.
End mills may have some discoloration, but it does not cause any
performance problems.
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(CARBIDE SQUARE
BRAST IO - K ANN
7 DLC FIT 440°
0~-0.02 About 40°
(84:mm) (Unit:mm)
BE | MEXTK &K | 7k " wE | @E | W Ef | EE
EDP No. DCXLU LF APMX DCON DN Type Stock (9)
8557330 3 X 9 55 4.5 14.9 6 2.85 1 [ ) -
8557331 4 X 12 55 6 16 6 3.8 1 [ ) -
8557332 5 X 15 55 7.5 171 6 4.8 1 [ ) -
8557333 6 X 18 60 ) - 6 5.8 2 Al@® -
8557334 8 X 24 70 12 = 8 77 2 [ ) -
8557335 10 X 30 75 15 - 10 9.7 2 [ -
8557336 12 X 36 80 18 = 12 11.7 2 [ ) -
Type 1 Type 2
z 15° %
z
| apwi] R &
LU APMX
LH LU
LF LF
AR BRI AEW | RN TR R WaE |BEE AR |(REE |MAsE | 2N
Work Carbon Steel Alloy Steel | Prehardened Steel Stainless Cast Iron Copper  [Aluminum |Graphite |Titanium Hea_t Plastic
Material B4R TE®R |FEMR Steel IREBEES Alloy Alloy Alloy Resistant
wRine Prehardened Steel Tool Steel | Hardened Steel Ductile Cast Iron Alloy
Abbreviation ~ 40HRC ~ 45HRC |~ 55HRC | ~ B0HRC |~ 65HRC |~ 35HRC |~ 350HB
AE-TS-N O | O O
FEf712 2 Inventory symbols
@ = iREEFR O = #HrEEFR GERIAES.) A =hfirRRkEE~RENR OERMILNER.)
Standard stock item Limited standard stock item Scheduled to be replaced by new product or successor item
O =4EREBEEFR A =12 g GERINETR.)
Stocked by specific distributors. Contact us for price & availability. Discontinued item
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CUTTING CONDITIONS FOR CARBIDE END MILLS ﬁ% )ﬁ é @fﬁ%ﬂ t)] \ﬁ,IJ %1#%;&%

S EMITADLC3TIEE J1E! AE-TS-N DLC COATED FOR NON-FERROUS MATERIALS-3 FLUTE-SHORT TYPE
*E ,'Eﬁ SLOTTING SPECIFICATION CHART
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pIEIESE
mIHR HASEMY-#E4E BESHT HEE
. uminum Alloy Expanding Material - Magnesium Alloy uminum Alloy Casting opper Alloy
Work Material Alumi Alloy Expanding Material * M ium All Alumi Alloy Casti C All
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
IHIERE
Cutting Speed 300 300 150
(m/min)
4 iR BRI iR prizdicy iR BRI
%DEC);(L%& Speed F:ed Speed F:ed Speed F:ed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
>
3 X 9 32,000 1,720 32,000 1,720 16,000 960 iAﬁ g
=
4 X 12 24,000 1,780 24,000 1,780 12,000 1,030 7] z
5 X 15 19,200 1,840 19,200 1,840 9,600 1,090
6 X 18 16,000 1,900 16,000 1,900 8,000 1,160
8 X 24 12,000 2,030 12,000 2,030 6,000 1,300
10 X 30 9,600 2,150 9,600 2,150 4,800 1,430
12 X 36 8,000 2,270 8,000 2,270 4,000 1,560
SIHIRE ap ap
Depth of Cut 1D 0.5D
1. ERRERMENTIARMEFERTHSEE. 1. The above milling condition is a guideline for the overhang length is 4 X D.
2. EEASRIE, SRHEORE. 7. 2. Use arigid and precise machine and holder.

3. EYTRISR(RIE B TE M KR YIRAAIE M T .

T B RIB RS . IR RRR, ﬂﬁ%%ﬁ;%ﬂi&éﬁﬁifﬁ%n 3.The indicated speeds and feeds are for milling with water-soluble coolant.

S AN TR A ERAER T, 55 Y TR, HARE B MR 4. Please adjust the speed and feed when the cutting depth is large or when machines

6. B2MEKNHERT, HE%F "RBSMEBLTUOTHIREBRESEE" RIPELR L ARE. with low rigidity are used. . . .
(£8p.202) 5. Reduce speed and feed as well as depth of cut when high precision is required.

7. nuIi;Agaj & S AME R YIERAIT RIEETIEET. B, EEEYBHLIE5E®,  6.Adjust the speed and feed accordingly when the overhang length is longer than
RIER AR specified (refer to p.202).

7.Please always use the appropriate cutting fluid recommended by the cutting fluid
manufacturer in the machining of magnesium alloys. Be cautious with the cutting chips
as they are highly flammable and may pose a serious fire risk if not properly handled.
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CUTTING CONDITIONS FOR CARBIDE END MILLS
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DLC COATED FOR NON-FERROUS MATERIALS-3 FLUTE-SHORT TYPE

CUTTING CONDITIONS i
TR sk SIDE MILLING
AR BESLMM HEAE BEEHY HEE
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
AB052-A7075-AZ91-AZ80A AC4C-ADC Cc1100
TIHIERE
Cutting Speed 300 300 150
(m/min)
R 5 % 354 BEGITREE iR BEGTREE iR BT
d {Décilfl& Speed F:ed Speed Feed Speed F:ed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
>
g IQE 3 X 9 32,000 2,150 32,000 2,150 16,000 640
=
I 7] 4 X 12 24,000 2,230 24,000 2,230 12,000 690
5 X 15 19,200 2,300 19,200 2,300 9,600 740
6 X 18 16,000 2,380 16,000 2,380 8,000 800
8 X 24 12,000 2,540 12,000 2,540 6,000 940
10 X 30 9,600 2,690 9,600 2,690 4,800 1,070
12 X 36 8,000 2,840 8,000 2,840 4,000 1,150
PIRIRE ap de
Depth of Cut 1.5D 0.2D
1. ERRERMERTNARMEERTHSEME. 1.The above milling condition is a guideline for the overhang length is 4 X D.
2 EEAERIE, SRR, 7.

201

3. BEYTHI ¢3RS A T8 AKE M ITRI TR M T .
4 ERABTEIRE  WUBRIMESHE AR, BEERAARE .
S MMITEERERMBERT, HELNTEER, HARERIHIRE.

6. BHRKMIERT, HL% "REBMETUNTHIFHEESZE BRI AR .

(8Mp.202)

7. hﬂI%%Aﬁﬁ'J WS ERTIEGRAIT RIEFNTIHGRT. 550, EIRTBMLESERE,

RUSRIER AR

2. Use arigid and precise machine and holder.

3.The indicated speeds and feeds are for milling with water-soluble coolant.

4. Please adjust the speed and feed when the cutting depth is large or when machines
with low rigidity are used.

5. Reduce speed and feed as well as depth of cut when high precision is required.

6. Adjust the speed and feed accordingly when the overhang length is longer than
specified (refer to p.202).

7.Please always use the appropriate cutting fluid recommended by the cutting fluid
manufacturer in the machining of magnesium alloys. Be cautious with the cutting chips
as they are highly flammable and may pose a serious fire risk if not properly handled.
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ALk e EE 2:
CUTTING CONDITIONS FOR CARBIDE END MILLS ﬁ% Ei (=) @ -Eft’,jj 'l:)] ﬁlj 5= 14:%/E 3 %;
TG
JE$k £ BN T ADLC37]5E 7R AE-TS-N DLC COATED FOR NON-FERROUS MATERIALS-3 FLUTE-SHORT TYPE
Hl SPECIFICATION CHART
thEIMT PLUNGING ey
mIHR HASEMY-#E4E BESHT HEE
Work Material Aluminum Alloy Expanding Material - Magnesium Alloy Aluminum Alloy Casting Copper Alloy
A5052-A7075-AZ91-AZ80A AC4C-ADC C1100
IHIERE
Cutting Speed 80 80 60
(m/min)
IR ¢ F A iR BRI iR prizdicy iR BRI
5 {Décifﬁk Speed F:ed Speed F:ed Speed F:ed
(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
>
3 X 9 8,500 400 8,500 400 6,400 120 iAﬁ g
=
4 X 12 6,400 400 6,400 400 4,800 120 7] z
5 X 15 5,100 400 5,100 400 3,800 120
6 X 18 4,200 450 4,200 450 3,100 130
8 X 24 3,200 500 3,200 500 2,400 150
10 X 30 2,550 500 2,550 500 1,900 150
12 X 36 2,100 500 2,100 500 1,600 150
IHIRE dp ap
Depth of Cut 1D 0.5D
1. LRREBMBHTAEMEER THEEME. 1.The above milling condition is a guideline for the overhang length is 4 X D.

2. EMSRIYE, SIEEMHR, TR

S LTI 1 P K TSR T 2. Use arigid and precise machine and holder.

3.The indicated speeds and feeds are for milling with water-soluble coolant.

g' ;ﬁ?%%gg;&@%ﬁggéiﬁ ? @%ﬂgfﬁl%%’%%ﬂﬁugg 4. Please adjust the speed and feed when the cutting depth is large or when machines
6 BERKNIERT, Wa% RESETUHINERESTE aRmamsgmg, _ With lowrigidity are used. ! B
(BRBTH)., 5. Reduce speed and feed as well as depth of cut when high precision is required.
7. VIBESRAT, & TERFAIRE 6. Adjust the speed and feed accordingly when the overhang length is longer than
8. TS, EHLERTIEIEFTRIESOTEET. S50, HisyBHLREER, specified (see table below).
MUSRER AR . 7.When the chips wind around the end mill, reduce the speed and feed.

8. Please always use the appropriate cutting fluid recommended by the cutting fluid
manufacturer in the machining of magnesium alloys. Be cautious with the cutting chips
as they are highly flammable and may pose a serious fire risk if not properly handled.

RIBEHETUHNYEIZEEZESEE (DCZ 06) CUTTING CONDITION GUIDE FOR CHANGES IN OVERHANG LENGTH
F—— HALEMHT- S BAEHH Hae
Work Material luminum Alloy ding Material * ium Alloy Aluminum Alloy Casting Copper Alloy
AB052-A7075-AZ91-AZ80A AC4C-ADC C1100
ame iE HATEE ik HHAREE HiE HHATEE
"“L /D‘E‘ Speed Feed Speed Feed Speed Feed

(min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
" 5 70% 70% 70%
Sotiling 6 50% 50% 50%
Mgk 5 70% 70% 70%
Sl 6 50% 50% 50%
hEImT 5 80% 80% 80%
Plunging 6 60% 60% 60%
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