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Cat. No. Stockl ¢ Dc ‘ Y, ‘ L @Ds Cat. No. Stock| ¢ Dc ‘ ‘ L ®Ds
@) AL-OCRS3030 (@ | 3 6 50 6 AL-OCRS3120 | @ | 12 25 80 12
@AL-DCRS%SS [ ] 3.5 7 50 @ 6 AL-OCRS3140 e 14 28 95 12

_ ’3 AL-OCRS3040-4 | ® 4 8 5 | 4 AL-OCRS3160 o 16 34 | 95 | 16

@ AL-OCRS3040 @ 4 8 | 55 ' 6 AL-@_H@ ® 18 | 37 ' 115 | 16
@ AL-OCRS3050-4 | ® 5 10 55 4 AL-DCRS_32[|0 ® 20 40 115 20
@ AL-OCRS3050 ® 5 10 | 55 | 6 AL-O0CRS3220 @ 22 | 46 | 130 | 20
AL-OCRS3060 ® | 6 13 (o15) 6 - AL-OCRS3240 @ | 24 | 51 130 | 25
AL-OCRS3080 | ® | 8 17 65 8 AL-OCRS3250 | ® | 25 51 130 25
AL-OCRS3100 ® | 10 20 75 10 AL-0CRS3300 ® 30 51 ' 140 25



Aluminum 7Jb..HIIIFH‘J'J‘yI~I |~...qu—7c

Solid Carbide End Mill |

VIR [ 53 A 239 S 258 Recommended cutting conditions for AL-OCRS type

(1) {UEEDEI Shoulder cutting

P =EeHY (S 358)

() ACBUEIEGROTERZEHRRLET . (2) Jv.zc’%bﬁi!m_
(3) HRARARE. BItt. V—UV ORBE. D — 0 Dty T« TBEERIED
(4) BROBBEERHHEERFSDEVES
(5) ##. MTYOMOM FBENEVBS PUTDRERE, E

thAHEENELLTINILEE L,

(6) I ROEMA DS T I TYRSILICEBRMTOBEA. LR

Note:
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1. Use water soluble oil. 2. It is important for grasping tha shank m"d id

The figures to be adjusted according to machine shape, rigidity of i

3. If machine does not have enough spindie speed,

4. In case of small ae on peripheral machining, reduce the spe

5. In case of slotting with 2mm or larger comer radius endmills
reduction of above speed and feed to the same ratio..

wWEIE ZIL=5% (AB052) 7IL=a%E (A7075)
Work materials Aluminum alloy Aluminum alloy Cast aluminum alloy (Up to 13% Si)
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machining aps1.50c a,31.50c ap=1.50c
ae=0.250c a:=0.25D¢ 8:=0.250c
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¢Dc (mi:n] n (min) V f(mm/min) n (min") V f(mm/min) n (min') V f (mm/min)
3 40,000 2,700 ~ 40,000 2,700 25,000 1,100
4 36,000 2,700 36,000 2,700 20,000 1,100
5 30,000 5,400 30,000 5,400 16,000 2,200
6 27,000 6,100 27,000 6,100 13,000 2,300
s ] 20,000 6,000 20 000 6,000 10,000 2,300
(S ey (s | 16,000 5,800 16, 000 | 5,800 8,000 - 2,300
— 12 ] 13,000 5,300 13,000 | 5,300 8,500 2,100
14 | 11000 | 5200 11,000 5200 | 5 ZQQ 2,000
161 | 10 000 5,100 10,000 5,100 5,000 2,000
18 | 9, _Q_QQ_ — 4,900 9,000 4,900 4,400 1,900
20 8,000 4,800 8,000 4,800 4,000 1,900
25 6,400 4.600 6,400 4,600 3,200 1 800
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(2) ;BLDHEI slotting I l'”l i: i_’ll d T
R HI 7IL=&%% (A5052) ZIL=a% (A7075) ZIL=EaEHEY (Sil 85?3)
Waork materials Aluminum alloy Aluminum alloy Cast aluminum alloy (Up to 13% Si)
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Type of
machining
ﬁ% EEnRE EOTREE El¥mERE EOEE EEmERE EORE
@Dc (ml.'n} n (min') V f(mm/min) n(min") Vf (mm/min) n (min-') V {(mm/min)
3 30,000 1,800 30,000 1,800 16,000 700
4 24,000 | 2,200 24,000 2,200 12,000 900
5 19,000 | 2. 300 19, 000 2,300 10,000 900
6 16,000 2,400 16,000 2,400 8,000 1,000
8 12,000 2,500 12,000 2,500 6,000 1,000
10 9,500 i [ — 600 9,500 2,600 5,000 1,000
12 8,000 _2 100 8,000 2,100 4,000 ~ 800
14 6,800 1,600 6,800 1,600 3,400 700
16 [ 6000 1,600 6,000 1,600 3,000 700
18 5,300 1,500 5,300 1,500 | 2,700 650
20 4,700 1,300 4,700 1,300 2,400 550
25 3,800 950 3.800 950 1,900 400
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