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Reducing chattering even for milling at corner and curved surface.

ZILENIAAR=ILIRI)L Ball End Mill for Aluminium
g £ 26 940X
AI-BZZS R0‘3 R6 Total 26 sizes
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Ful Cutting Length Type WC
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Long Neck Type

DLC 3—F1>7 ZAINIALR—IIEI)L DLCCOATING Ball End Mill for Aluminium

ALB225-DLC RO.3 ~ R6 ke
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ﬁE Features
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Fine mac : - Shape Minimized chattering even with sharp cutting edge
BRESGIERTNIPOUUIERZIS. NIABOAIVI-TEPEERSTLEELLNIZRRBLET.

With a special cutting edge, chatter vibration during machining is suppressed.
Achieves stable machining even in corner with heavy machining loads and high-speed conditions.
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Performance

« A © AS052
Work Material

Other tool brand

ALB225[123 0—FIcHELTH _
UK RED T BRI THERR it R30I —F TUTUHFRE

Chattering occurred at the corner part
after machinedby other brand tool

ALB225 achieves good machining surface and
no chattering at the corner
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,JngﬁJ Machining case
- AT - AG061
Work Material
cP=SUhATLIRB
Coolant : Ol mist
/ =24 X:100 X 60 mm
Work size
« NI - 3630 20 &7
Total machining time : 3hr20min
1]
NITE VL | ot k0T | msLMT WALMT o
Process Q Semi-Finishing Stock Remaval Stock Remaval @
#FRIN ALB225
o ALB225 R3X12 T ALB225 R1X 1.5% 20
gm Eg‘e‘g'] 20,000 18,000 12,000
28425 (mm/min) 7,500 3,000 2,000 1200 2,000
g{%ﬁg ap S ae{nun 1%x2 02 x 0.2 06 x 0.6 0.1 X 0.1 0.05 x 0.05
ALR(mm) 0.1 0.05 0.05 0.05 .
%@ﬂl 14 24 8 24 130

XY EE 7.500mm/min ELWSHERICHVSRHFICENTS.
UUYERESETRELANIZRNLTVLEY.

ALB22S realizes no chattering and stable performance even under
very high speed condition, 7,500mm/min feed.

None

L/D=20 DEHFTLUUY EREI LY. GHGLLTEE
ERBLEY.

L/D=20 still can achieve good finishing surface without chattering.

UUUSH %L

chattering mark
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Z1Ly hBIEBVLTS
REUVANIERRLEY.
Stable machining at fillet part where
the chattering is easy to occur.
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Aluminium Milling
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Ball End Mill for Aluminium
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Ball end mill for aluminium.
Reducing chattering even for milling at corner and curved surface

TYPE A 2ARITT
Standard Type

P se=T
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R+0.01 .2 |

TYPE B:O>72y7917F
Long Neck Type

g =ala e
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©® NS TOOLMEDIFIRICL . ! /gfw—u 2
J—F PRI TERO VT ZiH]. 2
@ NS TOOL unique flute design reduces chattering at corner and side milling. R+0.01 = 01
L

BT [FE - mm / @4 : FE]
Unit [Size : mm / Retail Price : JPY]

J—RNo. |R#A-I*E| ()FE |(NETFER| B DR | (dE | (MEA (Y78 LR | ZEbHSE
Code No. Radius | Length of Cut | UnderneckLength Type Dia. Neck Dia. | NeckTaper Angle | Shank Dia. | OverallLength | Retail Price
01-00638-03001 RO.3 0.45 B 0.6 0.56 12° 4 60 4,700
01-00638-04001 RO.4 0.6 4 B 0.8 0.76 12° 4 60 5,100
01-00638-05001 2 - A 1 - 12° 4 60 3,500
01-00638-05011 RO.5 5 B 1 0.95 12° 4 60 4,500
01-00638-05013 075 10 B 1 0.95 12° 4 60 4,800
01-00638-07501 3 - A 1.5 - 12° 4 60 4,200
01-00638-07511 RO.75 7.5 B 1.5 1.45 12° 4 60 4,600
01-00638-07513 1 15 B 1.5 1.45 12° 4 60 5,700
01-00638-10001 4 - A 2 - 12° 4 60 3,400
01-00638-10011 R1 10 B 2 1.94 12° 4 60 4,200
01-00638-10013 1 20 B 2 1.94 12° 4 60 4,600
01-00638-15001 6 - A 3 - 12° 6 60 4,200
01-00638-15011 R1.5 15 B 3 2.85 12° 6 60 5,400
01-00638-15013 2> 30 B 3 2.85 12° 6 70 6,300
01-00638-20001 8 - A 4 - 12° 6 70 4,700
01-00638-20011 R2 20 B 4 3.8 12° 6 80 6,000
01-00638-20013 3 40 B 4 3.8 12° 6 90 7,500
01-00638-25001 10 - A 5 - 12° 6 80 5,200
01-00638-25011 R2.5 25 B 5 4.8 12° 6 80 6,800
01-00638-25013 3 50 B 5 48 12° 6 100 8,800
01-00638-30001 12 - A 6 - - 6 90 5,800
01-00638-30011 R3 30 B 6 5.8 - 6 90 7,500
01-00638-30013 6 60 B 6 5.8 - 6 120 9,600
01-00638-40001 R4 16 - A 8 - - 8 90 10,900
01-00638-50001 R5 20 - A 10 - - 10 100 13,900
01-00638-60001 R6 24 - A 12 - - 12 110 19,800
F—5— ik ALB225 R—JL#E R) X VR (2) [XEFRONIEFRLTLLEEV,  ¥(7)IBEBETT.
How to Order When you order, indicate ALB225 (R)x(2) [x(21)]. #%(7) is reference value.
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Aluminium Milling
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Recommended Milling Conditions
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Aluminium Alloy

) A2017-A5052-A7075
Work Material
BERM [=leE St
Normal Speed High Speed
TEREHLE
Tool Overhung L/D=10 L/D<10
. [Ekrsd XV IRE thiAKxE [EEra EVRE hAHE
R IR E;ﬁi Spindle Speed Feed . Depth of Cut Spindle Speed Feed . Depth of Cut
Radius Length of Cut Length — - — - FLIes
€ng min’' mm/min dp mm demm min’' mm/min dp mm demm N’/ }I/\E/I\"Oy©
0.3 0.45 3 20,000 1,000 0.1 0.2 40,000 2,000 0.1 0.2
0.4 0.6 4 20,000 1,000 0.1 0.2 40,000 2,000 0.1 0.2 N i O
Copper
2 - 20,000 2,000 0.3 0.3 40,000 4,000 0.3 0.3
0.5 0.75 5 20,000 1,500 0.3 0.3 30,000 3,000 0.3 0.3 N Lialifs O
Resin
0.75 10 10,000 1,000 0.2 0.2 20,000 2,000 0.2 0.2
3 - 20,000 2,000 0.3 0.5 40,000 4,000 0.3 0.5
0.75 1.1 7.5 16,000 1,600 0.3 0.5 30,000 3,000 0.3 0.5
1.1 15 10,000 1,000 0.2 0.3 20,000 2,000 0.2 0.3
4 - 20,000 2,000 0.5 0.5 30,000 4,000 0.5 0.5
1 1.5 10 15,000 1,500 0.3 0.5 20,000 3,000 0.3 0.5
1.5 20 12,000 1,200 0.2 0.5 15,000 2,000 0.2 0.5
6 - 18,000 2,000 0.6 1 25,000 4,000 0.6 1
1.5 2.5 15 15,000 1,600 0.6 1 20,000 3,000 0.6 1
2.5 30 12,000 1,200 0.3 1 15,000 2,000 0.3 1
8 - 14,000 2,000 0.5 1.5 20,000 4,000 0.5 1.5
2 3 20 12,000 1,500 0.5 1.5 16,000 3,000 0.5 1.5
3 40 8,000 1,000 0.3 1.5 12,000 2,000 0.3 1.5
10 - 12,000 3,000 0.8 1.8 20,000 5,000 0.8 1.8
25 3.5 25 8,000 2,000 0.8 1.8 15,000 3,000 0.8 1.8
3.5 50 5,000 1,500 0.5 1.8 10,000 2,000 0.5 1.8 " =
12 - 12,000 | 3,000 1 2 20,000 | 5,000 1 2 £ k’;
3 6 30 8,000 2,000 1 2 15,000 4,000 1 2 _ o
Sh
6 60 5,000 1,200 0.6 2 10,000 2,000 0.6 2 Y s
vy
4 16 - 10,000 2,000 1 2 15,000 3,000 1 2 7
20 - 8,000 2,000 2 3 12,000 3,000 3
6 24 - 6,000 2,000 3 4 10,000 3,000 3 4
¥1 YHAKEDAPFHABDTIAKXRS . Aeldy 771 —RERLET.
%2 OEHEEDREF. RCEETHEEL TSIV,
(A D DERZ 20,0000 L TEAT 2155 DEIRICHRE L T ES L)
X3 . Fv v I BRIEDOHDBEDEVHDEERL TIIZSL,
¥4 D=8, ST F vy IICEVIRE. FLERENRETDERFUHIRGFEEBL T
[21AN
e = H5 BB CERESED LET .

%1 Depth of Cut: dp=Axial Depth of Cut / de=Radial Depth of Cut.

32 Adjust both spindle speed and feed at the same rate.
(When using spindle speed 20,000 or more, the same adjustment is required.)

%3 Use arigid and precise machine and chuck holder.

%4 Adjust milling conditions when vibration and abnormal sounds occur according to the rigidity of the machine and the
chuck holder, or work clamping condition.

#5 Water-soluble fluid is recommended.
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Aluminium Milling
DLCO—F1>7 ZAINMIAR-LIVRIL

DLC COATING Ball End Mill for Aluminium

FILIIIAR-LIVRI)L
DLCO—hDIRATRF®

Ball end mill for aluminium. DLC coating applied for longer tool life

TYPE A 2ARIIS

Standard Type e
o — e
Sress— |- BE
d ! s
ThsaE N R£0.01 [ 2
Aluminium Alloy L
ﬁ Hup »
O Copper N R E,é’juikj T7ypz¥7’
S
O fffi: N @NS TOORBEOBEENEVDLCI—F 1 > 7 ZHRA L. e - - - Jv
REENTICELTOET, /J
@ Adopted NS TOOL original DLC COATING that suitable for long time R+0.01 L&
machining. 21 .

BT [ © mm / {Ei#E : [
Unit [Size : mm / Retail Price : JPY]

J—RNo. |RA-L*¥E| (2)FE |(NETER AR DR | (dEFE | (MEd (Y78 LR | RE@S
Code No. Radius Length of Cut | Underneck Length Type Dia. Neck Dia. | NeckTaperAngle | Shank Dia. | Overall Length | Retail Price

01-00668-03001 RO.3 0.45 B 0.6 0.56 12° 4 60 6,800
01-00668-04001 RO.4 0.6 4 B 0.8 0.76 12° 4 60 7,200
01-00668-05001 2 - A 1 - 12° 4 60 5,600
01-00668-05011 RO.5 5 B 1 0.95 12° 4 60 6,600
01-00668-05013 075 10 B 1 0.95 12° 4 60 6,900
01-00668-07501 3 - A 1.5 - 12° 4 60 6,300
01-00668-07511 R0O.75 7.5 B 1.5 1.45 12° 4 60 6,700

N 01-00668-07513 1 15 B 1.5 1.45 12° 4 60 7,800
@\'& 1: %: _ 01-00668-10001 | 4 - A 2 - 12° 4 60 5,500
o 57?'“ 01-00668-10011 R1 15 10 B 2 1.94 12° 4 60 6,300
Mﬂ%i?f% 01-00668-10013 20 B 2 1.94 12° 4 60 6,700
7 %7 01-00668-15001 6 - A 3 - 12° 6 60 6,300
01-00668-15011 R1.5 15 B 3 2.85 12° 6 60 7,500
01-00668-15013 25 30 B 3 2.85 12° 6 70 8,700
01-00668-20001 8 - A 4 - 12° 6 70 7,100
01-00668-20011 R2 20 B 4 3.8 12° 6 80 8,400
01-00668-20013 3 40 B 4 3.8 12° 6 90 9,900
01-00668-25001 10 - A 5 - 12° 6 80 7,600
01-00668-25011 R2.5 25 B 5 4.8 12° 6 80 9,200
01-00668-25013 33 50 B 5 4.8 12° 6 100 11,600
01-00668-30001 12 - A 6 - - 6 90 8,600
01-00668-30011 R3 30 B 6 5.8 = 6 90 10,300
01-00668-30013 6 60 B 6 5.8 - 6 120 12,600
01-00668-40001 R4 16 - A 8 - - 8 90 14,200
01-00668-50001 R5 20 - A 10 - - 10 100 17,400
01-00668-60001 R6 24 - A 12 - - 12 110 23,700

ALB225-DLC ji‘f)bﬁlﬁ?%(k) XAR(Q) [XETFRANIEERULTLLEEL, %(T}(:?%ﬁ‘@%
W When you order, indicate ALB225-DLC (R)x(Q) [x(21)]. (1) is reference value.
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Aluminium Milling
tIHIRESER
Recommended Milling Conditions
T LER
Aluminium Alloy
il A2017-A5052-A7075
Work Material
BEEMY RS
Normal Speed High Speed
= TLIEE
:Ef';%i?gﬁf L/D=10 L/D<10 [nG e
. [CI%REL X RE thAKE Bk XV RE thAKE
R X I BTR Spindle Speed Feed Depth of Cut Spindle Speed Feed Depth of Cut N b O
Radius Length of Cut UnLder HE(k Gepprpar
engt min” mm/min | Ap mm de mm min’ mm/min | dp mm de mm
0.3 0.45 3 20,000 1,000 0.1 0.2 40,000 2,000 0.1 0.2 N ﬁﬁﬂ_ﬁ O
Resin
0.4 0.6 4 20,000 1,000 0.1 0.2 40,000 2,000 0.1 0.2
2 - 20,000 2,000 0.3 0.3 40,000 4,000 0.3 0.3
0.5 0.75 5 20,000 1,500 0.3 0.3 30,000 3,000 0.3 0.3
0.75 10 10,000 1,000 0.2 0.2 20,000 2,000 0.2 0.2
3 - 20,000 2,000 0.3 0.5 40,000 4,000 0.3 0.5
0.75 1.1 7.5 16,000 1,600 0.3 0.5 30,000 3,000 0.3 0.5
1.1 15 10,000 1,000 0.2 0.3 20,000 2,000 0.2 0.3
4 - 20,000 2,000 0.5 0.5 30,000 4,000 0.5 0.5
1 1.5 10 15,000 1,500 0.3 0.5 20,000 3,000 0.3 0.5
1.5 20 12,000 1,200 0.2 0.5 15,000 2,000 0.2 0.5
6 - 18,000 2,000 0.6 1 25,000 4,000 0.6 1
1.5 25 15 15,000 1,600 0.6 1 20,000 3,000 0.6 1
2.5 30 12,000 1,200 0.3 1 15,000 2,000 0.3 1
8 - 14,000 2,000 0.5 1.5 20,000 4,000 0.5 1.5
2 3 20 12,000 1,500 0.5 1.5 16,000 3,000 0.5 1.5
3 40 8,000 1,000 0.3 1.5 12,000 2,000 0.3 1.5 jS R ’ =\
10 - 12,000 | 3,000 038 18 20,000 | 5,000 08 18 &L A\’J
7
2.5 3.5 25 8,000 2,000 0.8 1.8 15,000 3,000 0.8 1.8 7 515
35 | 50 5000 | 1,500 05 18 10,000 | 2,000 05 18 FE )L%lm
12 - 12,000 3,000 1 2 20,000 5,000 1 2 777
3 6 30 8,000 2,000 1 2 15,000 4,000 1 2
6 60 5,000 1,200 0.6 2 10,000 2,000 0.6 2
4 16 - 10,000 2,000 1 2 15,000 3,000 1 2
20 - 8,000 2,000 2 3 12,000 3,000 2 3
6 24 - 6,000 2,000 3 4 10,000 3,000 3 4
%1 AKBOAPFHHEDTAMKRS., Ae@FEY 7 71— RERLET.
X2 DEH X REF. BUEIGTRELTIES L,
(HAR D EER % 20,0008 ETEAT 2BEEERICHE L TIEEL.)
X3 . F vy 7 EAMEDH BEEDEVEDZEFERLTIES L,
¥4 D—T0WIE. ST F vy ICEVIRE). FIEERENRETDIHERUEIRGEEEBL TR
(21NN
fa £ X5 RBHIHBO CIBRAE HEH LET,
NS %1 Depth of Cut: p=Axial Depth of Cut / de=Radial Depth of Cut.
%2 Adjust both spindle speed and feed at the same rate.
(When using spindle speed 20,000 or more, the same adjustment is required.)
%3 Use a rigid and precise machine and chuck holder.
%4 Adjust milling conditions when vibration and abnormal sounds occur according to the rigidity of the machine and the
chuck holder, or work clamping condition.
%5 Water-soluble fluid is recommended.
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