‘Solid Carbide End Mill for Aluminium AL-SEESZTYPE\
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Dimensions (mm) Dimensions (mm)

Cat.No. Stock oDc| © R Cat.No. Stock @Dc| ¢ L |oDs
AL-SEES2010 | @ [ 1 (2.8 40 3 AL-SEES2120 @ |12 | 28 | 80| 12
AL-SEES2015 | @ | 1.5( 4.4 | 40 4 AL-SEES2130 J]13 | 35| 85| 12
AL-SEES2020 |2 7 40 4 AL-SEES2140 ® (14 | 40 95| 16
AL-SEES2025 ® | 25| 9 40 4 AL-SEES2150 ® (15 | 40 95| 16
AL-SEES2030 | @ | 3 11| 50 6 AL-SEES2160 ® |16 | 40 | 95| 16
AL-SEES2035 0| 35| 12| 50 6] AL-SEES2180 ® |18 | 45 [115] 20
AL-SEES2040 | @ | 4 14 | 50 6 AL-SEES2200 ® |20 | 45 |115| 20
AL-SEES2045 | @ | 4.5 16 | 50 6 AL-SEES2250 ® |25 | 55 [130| 25
AL-SEES2050 | @ | 5 17 | 55 6
AL-SEES2060 | @ | 6 17 | 55 6
AL-SEES2070 | @ | 7 22 | 65 8
AL-SEES2080 | @ | 8 22 | 65 8
AL-SEES2090 | @ | 9 22 | 70 | 10
AL-SEES2100 | @ | 10| 28 | 75 | 10

Note) Please refer page D015-D018 for recommended cutting conditions.

@: Standard stock items [ Stock in Japan O: Soon to be deleted }
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Tooling by DIJET

I RECOMMENDED CUTTING CONDITIONS FOR AL-SEES2 TYPE

(1) Shoulder Milling
Work
Materials

ae ae ae ae

Type of
Machining

ap=1.5Dc ap=1.5Dc ap=1.5Dc ap=1.5Dc
ae=0.5Dc ae=0.5Dc ae=0.5Dc ae=0.5Dc

Tool dia.
@Dc (mm)

B NOTE

1) Use water soluble oil.

2) Itis important to hold the tool shank at least up to 50-60 mm into any tool holder for rigid holding of the tool.

3) In case of ramping, please reduce the cutting parameters by 30%-60% on above table.

4) If machine does not have enough spindle speed (RPM),it is recommended to reduce feed speed into same
proportion.




I RECOMMENDED CUTTING CONDITIONS FOR AL-SEES2 TYPE

(2) Slotting

Work
Materials

ade ae ae e
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Type of
Machining

ap=Dc ap=Dc ap=Dc ap=Dc
ae=Dc ae=Dc ae=Dc ae=Dc

Tool dia.
0] Dc(mm)

B NOTE

1) Use water soluble oil.

2) Itis important to hold the tool shank at least up to 50-60 mm into any tool holder for rigid holding of the tool.

3) In case of ramping, please reduce the cutting parameters by 30%-60% on above table.

4) If machine does not have enough spindle speed (RPM),it is recommended to reduce feed speed into same
proportion.
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Tooling by DIJET

I RECOMMENDED CUTTING CONDITIONS FOR AL-SEES2 TYPE

(1) Shoulder Milling / High Speed Machining

Work
Materials

ae ae ae ae

Type of ap ap ap ap

Machining

ap=1.5Dc ap=1.5Dc ap=1.5Dc ap=1.5Dc
ae=0.3Dc ae=0.3Dc ae=0.3Dc ae=0.3Dc

Tool dia.
0] Dc (mm)

B NOTE

1) Use water soluble oil.

2) Itis important to hold the tool shank at least up to 50-60 mm into any tool holder for rigid holding of the tool.

3) In case of ramping, please reduce the cutting parameters by 30%-60% on above table.

4) If machine does not have enough spindle speed (RPM),it is recommended to reduce feed speed into same
proportion.




I RECOMMENDED CUTTING CONDITIONS FOR AL-SEES2 TYPE
(2) Slotting/ High Speed Machining

Work
Materials
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Type of
Machining

ap=0.5Dc ap=0.5Dc ap=0.5Dc ap=0.5Dc
ae=Dc ae=Dc ae=Dc ae=Dc

Tool dia.
@Dc (mm)

B NOTE

1) Use water soluble oil.

2) Itis important to hold the tool shank at least up to 50-60 mm into any tool holder for rigid holding of the tool.

3) In case of ramping, please reduce the cutting parameters by 30%-60% on above table.

4) If machine does not have enough spindle speed (RPM), it is recommended to reduce feed speed into same
proportion.




‘Solid Carbide End Mill for Aluminium HI -ﬁEEI znﬁi\
@ 2 flutes, Helix angle 45°
@ Long flute length I ..
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Sharp corner <—>‘

Dimensions (mm)

Cat. No. Stock oDc| ¢ L |oDs
AL-SEEL2030 3 22 | 65 6
AL-SEEL2040 4 26 | 65 6
AL-SEEL2050 5 32| 75 6
AL-SEEL2060 6 32| 75 6
AL-SEEL2070 7 42 | 95 8
AL-SEEL2080 8 42 | 95 8
AL-SEEL2090 9 42 (110| 10

AL-SEEL2100
AL-SEEL2120
AL-SEEL2130
AL-SEEL2140
AL-SEEL2150
AL-SEEL2160
AL-SEEL2180
AL-SEEL2200

10 | 53 |120| 10
12 | 653|120 | 12
13 | 65 |130| 12
14 | 75 |140| 16
15 | 75|140| 16
16 | 751|140 | 16
18 | 75160 | 20
20 | 75 (150| 20
AL-SEEL2220 22 | 85 (160 | 25
AL-SEEL2250 25 | 85 |160| 25

Note) Please refer page D020 for recommended
cutting conditions

o000 06 oo oo oo oo o oo

[ @: Standard stock items [ Stock in Japan O: Soon to be deleted
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I RECOMMENDED CUTTING CONDITIONS FOR AL-SEEL2 TYPE 3
(1) Shoulder Milling —y
Work =
Materials =2
=
ae ae ae ae %
Type of
Machining
ap=1.5Dc ap=1.5Dc ap=1.5Dc ap=1.5Dc
ae=0.2Dc ae=0.2Dc ae=0.2Dc ae=0.2Dc
Tooldia.
] DC(mm)
1
1.5
2
3
4
5
6
8
10
12
16
20
25
Bl NOTE

1) Use water soluble oil.

2) It is important to hold the tool shank at least up to 50-60 mm into any tool holder for rigid holding of the tool.

3) In case of ramping,please reduce the cutting parameters by 30-60% on above table. (Not recommended to use)

4) If machine does not have enough spindle speed (RPM), it is recommended to reduce feed speed into same
proportion.

5) In case of slotting, please use depth of cut below 0.2D and reduce feed speed by 30-60% on above cutting
parameters. (Please try to avoid using this tool for full slotting)




‘Solid Carbide End Mill for Aluminium AI -ﬁﬁi;i““\
@ 3 flutes, Helix angle 45°
@ Flute length 1.5Dc 7 . (l @ ‘,
= ) Bl e,
Shoulder Milling Slotting Pocket Milling Helical Interpolation Counter boring
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B On the end face of the shank side @Dc=@3, 4, p5
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Sharp corner # g
5 L
Dimensions (mm)

Cat. No. Stock @Dc £ L2 L D1 ®Ds
AL-SEEZ3030 o 3 5 9 55 2.8 6
AL-SEEZ3050 [ 4 6 12 55 3.8 6
AL-SEEZ3040 [ 5 8 15 55 4.8 6
AL-SEEZ3060 o 6 9 18 60 5.8 6
AL-SEEZ3080 o 8 12 24 70 7.8 8
AL-SEEZ3100 [ 10 15 30 75 9.8 10
AL-SEEZ3120 [ 12 18 36 80 11.7 12
AL-SEEZ3160 o 16 24 48 95 15.7 16
AL-SEEZ3200 o 20 30 60 115 19.7 20
AL-SEEZ3250 | ] 25 38 75 130 24.7 25

Note) Please refer page D023-D024 for recommended cutting conditions.

[ @: Standard stock items [ Stock in Japan O: Soon to be deleted




ooling by DIJET

‘Solid Carbide End Mill for Aluminium

AL-SEEZ31ve|

Il RECOMMENDED CUTTING CONDITIONS FOR AL-SEEZ3 TYPE

(1) Shoulder Milling

Work Aluminium alloy Aluminium alloy Cast aluminium alloy Copper alloy
Materials (A5052) (A7075) (Up to13%Si) (C1100)
ae |ae ae ae
T f
ap=1.5Dc ap=1.5Dc ap=1.5Dc ap=1.5Dc
ae=0.3Dc ae=0.3Dc ae=0.3Dc ae=0.3Dc
Tool dia. [Spindle speed| Feed speed Spindle speed| Feed speed [Spindle speed| Feed speed [Spindle speed| Feed speed
® Dc(mm) n (min’") Vf (mm/min) n (min-1) VF (mm/min) n (min-1) VF (mm/min) N (min-1) VF (mm/min)
3 24,000 | 4,800 | 22,800 | 4,400 | 24,000 | 4,800 | 17,000 | 3,400
4 18,000 | 4,500 | 16,000 | 4,000 | 18,000 | 4,500 | 13,000 | 3,200
5 15,000 | 4,500 | 13,000 | 4,000 | 15,000 | 4,500 | 10,000 | 3,200
6 12,000 | 4,200 | 10,000 | 3,500 | 12,000 | 4,200 8,500 | 3,000
8 9,000 | 3,600 8,000 | 3,200 9,000 | 3,600 6,500 | 2,600
10 7,300 | 3,200 6,000 | 2,700 7,300 | 3,200 5,000 | 2,200
12 6,000 | 3,000 5,000 | 2,500 6,000 | 3,000 4,000 | 2,000
16 4,500 | 2,500 4,000 | 2,200 4,500 | 2,500 3,000 | 1,600
20 3,600 | 2,100 3,000 | 1,800 3,600 | 2,100 2,500 | 1,500
25 3,000 | 1,800 2,500 | 1,500 3,000 | 1,800 2,000 | 1,200
(2)Slotting
Work Aluminium alloy Aluminium alloy Cast aluminium alloy Copper alloy
Materials (A5052) (A7075) (Up to1 3%8]) (C1 100)
ae de ae ae
e @é Vil {8 JZé .
ap=Dc ap=Dc ap=Dc ap=Dc
ae=Dc ae=Dc ae=Dc ae=Dc
Tool dia. [Spindle speed| Feed speed [Spindle speed| Feed speed [Spindle speed| Feed speed [Spindle speed| Feed speed
) Dcmm) n (min) VF (mm/min) N (min-1) VF (mm/min) N (min-1) VF (mm/min) N (min-1) VF (mmymin)
3 21,000 | 3,100 | 18,000 | 2,700 | 21,000 | 3,100 | 14,000 | 2,100
4 16,000 | 2,500 | 13,000 | 2,000 | 16,000 | 2,500 | 11,000 | 1,700
5 12,000 | 2,100 | 10,000 | 1,800 | 12,000 | 2,100 8,900 | 1,600
6 10,000 | 2,000 9,000 | 1,800 | 10,000 | 2,000 7,400 | 1,500
8 8,000 | 2,000 7,000 | 1,750 8,000 | 2,000 5,500 | 1,400
10 6,000 | 1,800 5,500 | 1,650 6,000 | 1,800 4,500 | 1,350
12 5,000 | 1,800 4,500 | 1,600 5,000 | 1,800 3,700 | 1,300
16 4,000 | 1,600 3,300 | 1,300 4,000 | 1,600 2,700 | 1,000
20 3,000 | 1,350 2,700 | 1,200 3,000 | 1,350 2,200 | 1,000
25 2,500 | 1,100 2,000 900 2,500 | 1,100 1,800 800
M NOTE
1) Use water soluble oil.

2)
3)
4)

proportion.

It is important to hold the tool shank at least up to 50-60 mm into any tool holder for rigid holding of the tool.
In case of ramping, please reduce the cutting parameters by 30%-60% on above table.
If machine does not have enough spindle speed (RPM), it is recommended to reduce feed speed into same
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Tooling by DIJE

‘Solid Carbide End Mill for Aluminium

AL-SEEZ31ve|

Il RECOMMENDED CUTTING CONDITIONS FOR AL-SEEZ3 TYPE

(1) Shoulder Milling / High Speed Machining

Work Aluminium alloy Aluminium alloy Cast aluminium alloy Copper alloy
Materials (A5052) (A7075) (Up t013%Si) (C1100)
|3e |ae |3e |3e
%pr %I@ %I@ %i&p
ap=1.5Dc ap=1.5Dc ap=1.5Dc ap=1.5Dc
ae=0.2Dc ae=0.2Dc ae=0.2Dc ae=0.2Dc
Tool dia. [Spindle speed| Feed speed [Spindle speed| Feed speed [Spindle speed| Feed speed [Spindle speed| Feed speed
® Dc(mm) n (min"') VA (mm/min) N (min-1) VS (mm/min) N (min-1) VF (mm/min) N (min-1) VA (mm/min)
3 50,000 | 9,000 | 45,000 | 8,100 | 50,000 | 9,000 | 37,000 | 6,600
4 40,000 | 8,000 | 34,000 | 6,800 | 40,000 | 8,000 | 27,000 | 5,400
5 32,000 | 8,000 | 27,000 | 6,800 | 32,000 | 8,000 | 22,000 | 5,400
6 27,000 | 6,800 | 22,000 | 5,500 | 27,000 | 6,800 | 18,000 | 4,500
8 20,000 | 6,000 | 17,000 | 5,000 | 20,000 | 6,000 | 14,000 | 4,200
10 16,000 | 5,600 | 13,000 | 4,500 | 16,000 | 5,600 | 11,000 | 3,900
12 13,000 | 5,200 | 11,000 | 4,400 | 13,000 | 5,200 9,000 | 3,600
16 10,000 | 4,500 8,500 | 3,800 | 10,000 | 4,500 7,000 | 3,100
20 8,000 | 4,000 7,000 | 3,500 8,000 | 4,000 5,500 | 2,800
25 6,500 | 3,200 5,500 | 2,800 6,500 | 3,200 4,500 | 2,200
(2) Slotting / High Speed Machining
Work Aluminium alloy Aluminium alloy Cast aluminiumalloy Copperalloy
Materials (A5052) (A7075) (Up to 13%Si) (C1100)
ae ae ae de
oL Vi
Machining ap ap ap ap
ap=0.5Dc ap=0.5Dc ap=0.5Dc ap=0.5Dc
ae=Dc ae=Dc ae=Dc ae=Dc
Tool dia. [Spindle speed| Feed speed [Spindle speed| Feed speed [Spindle speed| Feed speed [Spindle speed| Feed speed
® Dcmm) n (min"') VA (mm/min) N (min-1) VA (mm/min) N (min-1) VF (mm/min) N (min-1) VA (mm/min)
3 48,000 | 5,600 | 40,000 | 4,800 | 48,000 | 5600 | 32,000 | 3,800
4 36,000 | 5,600 | 30,000 | 4,800 | 36,000 | 5,600 | 23,000 | 3,800
5 28,000 | 5,600 | 24,000 | 4,800 | 28,000 | 5,600 | 19,000 | 3,800
6 23,000 | 5,600 | 20,000 | 4,800 | 23,000 | 5,600 | 16,000 | 3,800
8 18,000 | 5,000 | 15,000 | 4,200 | 18,000 | 5,000 | 12,000 | 3,300
10 14,000 | 4,200 | 12,000 | 3,600 | 14,000 | 4,200 9,500 | 2,800
12 12,000 | 3,800 | 10,000 | 3,200 | 12,000 | 3,800 8,000 | 2,600
16 9,000 | 3,100 8,000 | 2,800 9,000 | 3,100 6,000 | 2,100
20 7,000 | 2,800 6,000 | 2,400 7,000 | 2,800 4,800 | 1,900
25 5,700 | 2,200 4,800 | 1,900 5,700 | 2,200 3,800 | 1,500
M NOTE
1) Use water soluble oil.

2) It is important to hold the tool shank at least up to 50-60 mm into any tool holder for rigid holding of the tool.
3) In case of ramping, please reduce the cutting parameters by 30%-60% on above table.
4) If machine does not have enough spindle speed (RPM), it is recommended to reduce feed speed into same

proportion.
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Dimensions (mm)

Cat. No. Stock oDc 0 L @D ©Ds X
AL-SEES3030-LS o 3 5 70 2.8 4 S
AL-SEES3040-LS ( 4 6 70 3.8 4 S
AL-SEES3050-LS o 5 8 80 - 4 S
AL-SEES3060-LS ([ 6 9 80 - 4 R
AL-SEES3060-LS-S5.3| @ 6 9 80 - 58 S
AL-SEES3070-LS ( 7 10 100 - 6 R
AL-SEES3070-LS-S6.8| @ 7 10 100 - 6.8 S
AL-SEES3080-LS ([ 8 12 100 - 6 R
AL-SEES3080-LS-S7.8| @ 8 12 100 - 7.8 S
AL-SEES3090-LS O 9 14 120 - 8 R
AL-SEES3000-LS-S8.8 | [ 9 14 120 - 8.8 S
AL-SEES3100-LS ([ 10 15 130 - 8 R
AL-SEES3100-LS-59.5| @ 10 15 130 - 9.8 S
AL-SEES3120-LS o 12 18 150 - 10 R
AL-SEES3140-LS o 14 21 160 - 12 R
AL-SEES3160-LS o 16 24 180 - 14 R
AL-SEES3180-LS o 18 27 180 - 16 R
AL-SEES3200-LS o 20 30 200 = 18 R
AL-SEES3220-LS o 22 33 200 - 20 R

Note) Please refer page D026 for recommended cutting conditions.

@: Standard stock items [ Stock in Japan O: Soon to be deleted J
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Tooling by DIJET

Il RECOMMENDED CUTTING CONDITIONS FOR AL-SEES3-LS TYPE

(1) Shoulder Milling

Type of
Machining

Tool dia.
() Dc (mm)

BNOTE

ae

ap

ap=1.5Dc
ae=0.05Dc

ae

ap

ap=1.5Dc
ae=0.05Dc

ae

ap

ap=1.5Dc
ae=0.05Dc

Work
Materials

ae

ap

ap=1.5Dc
ae=0.05Dc

1) Use water soluble oil.
2) It is important to hold the tool shank at least up to 50-60 mm into any tool holder for rigid holding of the tool.
3) In case of ramping, please reduce the cutting parameters by 30-60% on above table.(Not recommended to use)
4) If machine does not have enough spindle speed (RPM), it is recommended to reduce feed speed into same

proportion.

5) In case of slotting, please use depth of cut below 0.2D and reduce feed speed by 30-60% on above cutting

parameters. (Please try to avoid using this tool for full slotting)

Il REDUCTION RATE FOR AL-SEES3-LS TYPE

% In case of lengthening overhung length, the cutting parameters to be adjusted according to the reductionrate.

L/Dc n Vi ap ae
(min-1) (mm/min)
Below 4 Dc 0% 0% 1.5Dc 0.05 Dc
5~6 Dc 25% 30% 1.2Dc 0.05 Dc
7~8 Dc 40% 50% 1.0Dc 0.05 Dc




(7]
Solid Carbide End Mill for Aluminium - -LS- =
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(r)
Q
. 3 ﬂUteS| HeliX angle 450 M On the end face of the shank side 3
. Long Shank type R chamfering E_.
. Under S|Ze neCk Shoulder Milling m
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% g ]

‘ R0.2 / 2 A
L
Dimensions (mm)

Cat. No. Stock @D 0 L ©Ds
AL-SEES3060-LS-R02| LI 6 9 80 4
AL-SEES3080-LS-R02| @ 8 12 100 6
AL-SEES3100-LS-R02| @ 10 15 130 8
AL-SEES3120-LS-R02| @ 12 18 150 10
AL-SEES3140-LS-R02| @ 14 21 160 12
AL-SEES3160-LS-R02| [ 16 24 180 14
AL-SEES3180-LS-R02| [ 18 27 180 16
AL-SEES3200-LS-R02| @ 20 30 200 18
AL-SEES3220-LS-R02| [ 22 33 200 20

Note) Please refer page D028-D029 for recommended cutting conditions.

@: Standard stock items [ Stock in Japan O: Soon to be deleted J




Tooling by DIJET

I RECOMMENDED CUTTING CONDITIONS FOR AL-SEES3-LS-R02 TYPE
(1) Shoulder Milling

Work
Materials

ae ae de ae
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Type of
Machining

ap ap ap ap

ap=1.5Dc ap=1.5Dc ap=1.5Dc ap=1.5Dc
ae=0.05Dc ae=0.05Dc Aae=0.05Dc ae=0.05Dc

Tool dia.
() Dc (mm)

ENOTE

1) Use water soluble oil.

2) Itis important to hold the tool shank at least up to 50-60 mm into any tool holder for rigid holding of the tool.

3) In case of ramping, please reduce the cutting parameters by 30-60% on above table.(Not recommended to use)

4) If machine does not have enough spindle speed (RPM), it is recommended to reduce feed speed into same
proportion.

5) In case of slotting, please use depth of cut below 0.2D and reduce feed speed by 30-60% on above cutting
parameters. (Please try to avoid using this tool for full slotting)

I REDUCTION RATE FOR AL-SEES3-LS TYPE

% In case of lengthening overhung length, the cutting parameters to be adjusted according to the reductionrate.

L/Dc n i ap ae
(min-1) (mm/min)
Below 4 Dc 0% 0% 1.5Dc 0.05 Dc
5~6 Dc 25% 30% 1.2Dc 0.05 Dc
7~8 Dc 40% 50% 1.0 Dc 0.05 Dc




Tooling by DIJET

I RECOMMENDED CUTTING CONDITIONS FOR AL-SEES3-LS-R02 TYPE

(1) Shoulder Milling / High Speed Machining

Work
Materials

Type of
Machining

ap=1.5Dc
2e=0.04Dc
L<Dcx4

ap=1.5Dc
ae=0.04Dc
L<Dcx4

ap=1.5Dc
ae=0.04Dc
L<Dcx4

ap=1.5Dc
Qae=0.04Dc
L=Dcx 4

Tool dia.
@Dc (mm)

B NOTE

1) Use water soluble oil.

2) Itis important to hold the tool shank at least up to 50-60 mm into any tool holder for rigid holding of the tool.

3) In case of ramping, please reduce the cutting parameters by 30-60% on above table.(Not recommended to use)

4) If machine does not have enough spindle speed (RPM), it is recommended to reduce feed speed into same
proportion.

5) In case of slotting, please use depth of cut below 0.2D and reduce feed speed by 30-60% on above cutting
parameters. (Please try to avoid using this tool for full slotting)
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Solid Carbide End Mill for Aluminium - - -

@ 3 flutes, Helix angle 45° B On the end face of the shank side

@ Extra long shank type .

. Under S|Ze neCk /. ShoulderMiI‘Iing
@ R0.2 Corner radius N

@Ds (h6)
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®Dc—0.02

Dimensions (mm)

Cat. No. Stock @DG 0 L ®Ds
AL-SEES3060-XLS-R02| @ 6 9 100 5
AL-SEES3080-XLS-R02| @ 8 12 140 7
AL-SEES3100-XLS-R02| @ 10 15 160 9
AL-SEES3120-XLS-R02| @ 12 18 180 11
AL-SEES3140-XLS-R02| @ 14 21 200 13
AL-SEES3160-XLS-R02| @ 16 24 220 15
AL-SEES3180-XLS-R02| [ 18 27 240 17
AL-SEES3200-XLS-R02| @ 20 30 250 18
AL-SEES3220-XLS-R02| @ 22 33 250 20

Note) Please refer page D031-D032 for recommended cutting conditions

[ @: Standard stock items  [J: Stock in Japan O:Soon to be deleted
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I RECOMMENDED CUTTING CONDITIONS FOR AL-SEES3-XLS-R02 TYPE
(1) Shoulder Milling

Work
Materials
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S
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=
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Type of
Machining

L =Dcx4
ae =Dcx0.25
ap=Dcx15

L =Dcx4
ae = Dcx0.25
ap=Dcx15

L =Dcx4
ae =Dcx0.25
ap=Dcx15

L =Dcx4
ae =Dcx0.25
ap=Dcx15

Tool dia.
() Dc (mm)

BNOTE

1) Use water soluble oil.

2) It is important to hold the tool shank at least up to 50-60 mm into any tool holder for rigid holding of the tool.

3) In case of ramping, please reduce the cutting parameters by 30-60% on above table.(Not recommended to use)

4) If machine does not have enough spindle speed (RPM), it is recommended to reduce feed speed into same
proportion.

l REDUCTION RATE FOR AL-SEES3-XLS-R02 TYPE

% In case of lengthening overhung length, the cutting parameters to be adjusted according to the reduction rate.

L/Dc C/f(r(Trlr:r;/)min) s
4-5Dc 0% 0.2Dc
5-6Dc 10~20% 0.15Dc
6~7Dc 30~40% 0.1Dc
7~8Dc 40~50% 0.075Dc
8~9Dc 50~60% 0.05Dc
9~10Dc 60~70% 0.025Dc
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Il RECOMMENDED CUTTING CONDITIONS FOR AL-SEES3-XLS-R02 TYPE
(2) Slotting

Work
Materials

i~
=
=

=
i

®
=
=

e

S
(]
=
=
(7¢]

Type of
Machining

L =Dcx4 L =Dcx4 L =Dcx4 L =Dcx4
ae =Dc ae =Dc ae =Dc ae =Dc
ap=Dcx0.25 ap =Dcx0.25 ap =Dcx0.25 ap =Dcx0.25

Tool dia.
@Dc (mm)

B NOTE

1) Use water soluble oil.

2) It is important to hold the tool shank at least up to 50-60 mm into any tool holder for rigid holding of the tool.

3) In case of ramping, please reduce the cutting parameters by 30-60% on above table.(Not recommended to use)

4) If machine does not have enough spindle speed (RPM), it is recommended to reduce feed speed into same
proportion.

Il REDUCTION RATE FOR AL-SEES3-XLS-R02 TYPE

% In case of lengthening overhung length, the cutting parameters to be adjusted according to the reduction rate.

n (min-1)
L/Dc VF (mm/min) ap
Below (0 10 Over 10

4-5Dc 0% 0% 0.2Dc
5-6Dc 40~50% 10~20% 0.1Dc
6~7Dc 50~60% 20~30% 0.05Dc
7~8Dc 60~70% 30~50% 0.05Dc
8~9Dc 70~80% 40~60% 0.025Dc
9~10Dc 70~80% 50~70% 0.025Dc




(72
- - - - - c
‘SOIId Carbide End Mill for Aluminium \ 2
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B CASE STUDIES =
=
Part name Under plate @
= m
S Material AB061 Aluminium alloy -
= =
Hardness - g
_ | oo AL-SEES2100 —
= (7]
= Grade KT9
Ve, (n) 25,000 (min™")
g Vi, (f 2) 8,000 (mm/min)
E a p(mm) 3 (mm)
E’ a e(mm) 10 (mm)
§ No chattering. Very smooth machining =
& observed on low rigid work piece. S Coolant Wet cut
(==
Machine H.S.C. Vertical MC
Part name Aircraft part
-
g Material Aluminium alloy
Hardness -
— Tool No. AL-SEES3120-LS
2
Grade KT9
Ve, (n) 9,000 (min™)
g VA, (f2) 4,000 (mm/min)
E a p(mm) 0.5 (mm)
- § a e(mm) 12 (mm)
= Excellent surface roughness. £
& Less chattering than competitor’s. 3 Coolant Wet cut
(==
Machine H.S.C. Vertical MC
Part name Cylinder head
-
g Material Aluminium alloy
Hardness -
— Tool No. AL-SEES2160
2
Grade KT9
Ve, (n) 7,500 (min™")
g VA, (F2) 3,500 (mm/min)
.'g a p(mm) 32 (mm)
Could finish job by one process integrated § a e(mm) 0.510.8 (mm)
§ roughing and finishing process. =
&L [Achieved 10 time longer tool life and better 3 Coolant Wet cut
e | surface roughness than the exisiting. .
Machine H.S.C. Vertical MC






