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Soft Materials Cutting Series

Soft Materials Cutting Series

Alse BT TE i @ | s IS
Type No. Diameter Flute Length : Shank Dia Shank Dia
D1 L1 D2 D2
AEW 0603 6.0 16 50 AEWR 0605

AEW 0803 8.0 20 60 AEWR 0805

AEW 0803L 8.0 25 80 AEWR 1005 ;
AEW 1003 10.0 22 75 10 i_"‘_ AEWR 1205 12.0 11.5 0.5 15 36 75 12

1 AEW 1003L 10.0 30 80 10 AEWR 1610 16.0 156 1.0 24 40 120 16
AEW 1203 12.0 26 75 12 >(D3 |« AEWR 2010 20.0 19.0 1.0 30 50 120 20

) 8 | AEW 1203L 12.0 35 100 12 P unit:mm
AEW 1603 16.0 50 120 16
AEW 2003 20.0 55 120 20 - En

13 List of recommended milling conditions for AEW unitmm List of recommended milling conditions for AEWR

preat=ilk Fampee 1
fork Material 255 Aluminum Alloy. etc L3 A =55 Aluminum Alloy. etc
e 4EE Cuting Speed 260 m/min 300 m/min s JJHIEE Cutting Speed 260 m/min 260 m/min 300 m/min
ﬁ ﬁ 2 t 2 o 3 I~ t P 2 B~ ] b 3
Finishing Type No [OEEESpeed  EiSiEEFeed  DEEEESpeed  ESiEEFeed Finishing TERE  EGRE OERE EGRE  ORRE  EBERE
ype No. (mm-1) (mm/min) (mm-) (mm/min) Type No. Speed Feed Speed Feed Speed Feed
. AEW 0603 14000 6000 16000 4500 - (i P U BB e e e B L
Semi-finishing AEVEHEE e S i 6T Semi-finishing AEWR 0605 14000 6000 13800 2500 16000 4500
bizks ' ¥B Y AEWR 0805 10000 5600 10000 2200 12000 4000
Roughing g AEW (N 12000 5600 12000 4000 Roughing <> AEWR 1005 8300 5600 8300 2200 12000 4000
b2 AEW 1003 8300 5600 9500 4000 D2
AEW 10008 ™ 5600 p— 4000 AEWR 1205 7000 5600 7000 2200 9500 4000

*Slotting GE#t) —~ |« ap *Slotting GE§%) » |« ap *Slotting ;&%) » <« ap

{i& tolerance AEW 1203L 7000 5000 8000 3500 (mm) | /AZ(E tolerance P g et G as=1.0D )
: *Slotting (i&: @ *Slotting (&) aRictt= Ap
NI EE Slotting (i&##) i ofting (
Depth of cut “‘”:g)'gg & ap=1.0D LT e List of recommended milling conditions for AEWR
2a=0. «=1.0D . ,
10.0 9 - 10.0 9 Al Work Meterial f8&% Aluminum Alloy. etc
LT PO 1 ot s 8% Auminum Aly. et 20 Sy EEEATEE NPT
16.0 _8_04 JJHEE Cutting Speed 200 m/min 225 m/min 16.0 _8_04 OISEE EOEE DIEEE  ESRE O DEERE EoEE
20.0 _g 04 Type No TERESpeed ENREFeed TERESpeed EigREFeed TEFESpeed iGREFeed 20.0 _8 04 Type No. Speed Feed Speed Feed Speed Feed
- : (mm-1) (mm/min) (mm-1) (mm/min) (mm-1) (mm/min) - (mm-1) (mm/min) (mm-) (mm/min) (mm-1) (mm/min)
{E D2 4 D2 (mm) AEW 0603 10000 2300 12000 2800 12000 900 T D2 £ D2 (mm) AEWR 0605 10000 2300 12000 2800 8000  2700-2900
(mm) | Z35(E tolerance AEW 0803 8000 2000 9000 2600 9000 850 (mm) /AZ{H tolerance AEWR 0805 8000 2000 9000 2600 6000  2400-2600
26 . AEW 0803L 8000 2000 9000 2600 9000 850 AEWR 1005 6300 2000 7200 2600 4800  2300-2500
@8 Lo AEW 1003 6300 2000 7200 2600 7200 850 -0.008 AEWR 1205 5300 2000 6000 2600 4000  2100-2400
@10 . AEW 1003L 6300 2000 7200 2600 7200 850 @10 - MTiER  SetngGEE) > < 3 ‘Sotting(BE) > < 3 “Slotting (HE) > < a
@12 Oom AEW 1203 5300 1600 6000 2000 6000 800 @12 Oont Depthofout ~ @=1.0D 1@ a=1.00 | ™ Taa a=1.0D L[ fa
216 0 11 AEW 1203L 5300 1600 6000 2000 6000 800 216 0 011 Bertiip) a:=1.0D AR
@20 0 o *Slotting (%)~ «ap *Slotting (&%) > («—ap  *Slotting GEHE) > |« ap 320 0
-0.013 IR € x -0.013
a,=1.0D ,8a a=1.0D laa  ap=1.0D ‘ |
Depth of cut a:=1_0D S a:=1.0D LB a:=1,5l3‘ I

[DREIFEP1

[B{rIF P2
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Soft Materials Cutting Series

List of recommended milling conditions for AES {8|# (Side milling)

tRE#4 #2585 Aluminum alloy 255 Aluminum alloy EA|
Work Material | expanding material A7075 casting <Sil 13% Copper alloy C1100
AE Cuting Sped

BEEE EHDERE RS ESEE TSRS ESEE

Type No. Speed Feed Speed Feed Speed Feed
(mm-1) (mm/min) (mm-1) (mm/min) (mm-1) (mm/min)
AES 0303 21000 950 21000 950 7950 320
AES 0403 15500 1080 15500 1080 5950 350
AES 0503 12500 1100 12500 1100 4750 380
AES 0603 10500 1200 10500 1200 3950 400
BUSR [EEY 78 =R R AES 0803 7950 1300 7950 1300 2950 450
D1 L L3 AES 1203 5300 1550 5300 1550 1950 510
AESO20 : Sl 0 AES 1603 3950 1550 3950 1550 1450 510
L1 AES 0303 5.0 8 50 6 AES 2003 3150 1550 3150 1550 1150 510
AES 0403 4.0 " 50 6
Y AES 0503 5.0 13 50 6 TR *Side milling (f85%) —|_‘ la  a=01D
AES 0603 6.0 16 50 6 Depth of cut o a=15D
AES 0803 8.0 20 60 8
L3 AES 1003 10.0 25 o 10
AES 1203 12.0 30 75 12
AES 1603 16.0 50 120 16 List of recommended milling conditions for AES j&#% (Slotting)
At AES 2003 20.0 60 120 20 5354 Aluminum alloy $85% Aluminum alloy 0
Finishing unit:mm Work Material expanding material A7075 casting <Sil 13% Copper alloy C1100
g {JAEE Cuting Speed
e nehing DERE  EERE  OBRE  ERRE 0 08RE  EesE
e ¥ Type No. Speed Feed Speed Feed Speed Feed
Roughing |‘B—2"| (mm-") (mm/min) (mm-1) (mm/min) (mm-1) (mm/min)
_ AES 0303 21000 670 21000 670 7950 325
EfE D1 EfE D1 (mm) AES 0403 15500 700 15500 700 5950 365
i) | 2=(B tolerance AES 0503 12500 745 12500 745 4750 385
AES 0603 10500 820 10500 820 3950 405
AES 0803 7950 865 7950 865 2950 455
AES 1003 6350 970 6350 970 2350 475
AES 1203 5300 1030 5300 1030 1950 510
AES 1603 3950 1030 3950 1030 1450 510
AES 2003 3150 1030 3150 1030 1150 510
10.0 s ‘ -
12.0 _§:22 DDI;%E aIpaa a,=1.0D
16.0 -8.03 Depth of cut |—J 2:=0.5D
200 0.03
® Use a rigid and precise machine and holder.
H1E D2 % D2 (mm) ® Use a water soluble cutting fluid.
{m m) A= E toléra nce ® Please adjust the speed and feed when the cutting deplh is Iarge or when machines with low rigidity are used.

28 008
210 0,009
@12 Qo1
@16 0,011
@20 Q013

o P3 [D[RF P4
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Soft Materials Cutting Series

ﬂ%%ﬁ‘t

Finishing

PRk

Semi-finishing

*ﬁ%‘t

Roughing

B D1
(mm)

10.0
12.0
16.0
20.0

¥

i-f.

L3

~#=1{8 tolerance

0
-0.02
0
-0.02
0
-0.02
0
-0.02

#1E D2

(mm)
@6

@8

@10
@12
@16
@20

& D2 (mm)
1B tolerance

0
-0.008
0
-0.008
0
-0.009
0
-0.011
0
-0.011
0
-0.013

List of recommended milling conditions for AESR {8|£% (Side milling)

WHIAE
Work Material

Type No.

AESR 03--
AESR 04--
AESR 06--
AESR 08--
AESR 10--
AESR 12--
AESR 16--
AESR 20--

NIRE
Depth of cut

FEEEAluminum alloy

expanding material

A7075
LERE EGRE
Speed Feed
(mm-1) (mm/min)
21000 950
15500 1080
10500 1200

7950 1300
6350 1500
5300 1650
3950 1650
31560 1550
*Side milling ({B§%)
ap=0.1D
aa=1.5D

e

Aluminum alloy casting
<Sil 13%
OERE EGRE
Speed Feed

(mm-1) (mm/min)
21000 950
15500 1080
10500 1200
7950 1300
6350 1500
5300 1550
3950 1550
3150 15580
e
> |ap

Type No. Diameter|Neck Dia|Corner R |Flute Length |Effective Lengthf O.A.L. |Shank Dia
D1 r L1 D2
AESR 0305 3.0 2.9 0.5 4.5 9 6
AESR 0405 4.0 3.9 0.5 6.0 12 50 6
AESR 0605 6.0 5.8 0.5 9.0 18 60 6
AESR 0610 6.0 58 1.0 9.0 18 60 6
AESR 0805 8.0 7.7 0.5 12.0 24 60 8
AESR 0810 8.0 7.7 1.0 12.0 24 60 8
AESR 1005 10.0 9.6 0.5 15.0 30 75 10
AESR 1010 10.0 9.6 1.0 15.0 30 75 10
AESR 1205 12.0 11.5 0.5 18.0 36 75 12
AESR 1210 12.0 11.5 1.0 18.0 36 75 12
AESR 1605 16.0 15.5 0.5 24.0 40 120 16
AESR 1610 16.0 15.5 1.0 24.0 40 120 16
AESR 1630 16.0 15.5 3.0 24.0 40 120 16
AESR 2005 20.0 19.0 0.5 30.0 50 120 20
AESR 2010 20.0 19.0 1.0 30.0 50 120 20
AESR 2030 20.0 19.0 3.0 30.0 50 120 20
unit:mm

Copper alloy
Cc1100
OIRE ERRE
Speed Feed
(mm-1) (mm/min)
7950 320
5950 350
3950 400
2950 450
2350 480
1950 510
1450 510
1150 510

BRI PS

List of recommended milling conditions for AESR ;&% (Slotting)
HEI+E

Work Material

Type No.

AESR 03--
AESR 04--
AESR 06--
AESR 08--
AESR 10--
AESR 12--
AESR 16--
AESR 20--

DILFE
Depth of cut

$85%< Aluminum alloy EEE i

expanding material Aluminum alloy casting Copper alloy

A7075 <Sil 13% C1100

L#EEE Speed EfnREFeed L#EEE Speed EinEEFeed BFEE Speed EfgiEEFeed
(mm-1) (mm/min) (mm-1) (mm/min) (mm-1) (mm/min)
21000 670 21000 670 7950 325
15500 700 15500 700 5950 365
10500 820 10500 820 3950 405
7950 865 7950 865 2950 455
6350 970 6350 970 2350 475
5300 1030 5300 1030 1950 510
3950 1030 3950 1030 1450 510
3150 1030 3150 1030 1150 500
> t—ap
4 ap=1.0D
LT e 2osn

® Use a rigid and precise machine and holder.

® Lise a water soluble cutting fluid.

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

=3REIELIE] High Speed Side Milling

HEI+
Work Material

Type No.

20

NIFEE
Depth of cut

#BE5% Aluminum alloy

expanding material
A7075

BiERE Speed &g REFeed OiFRESpeed Ei5REFeed TiFRESpeed EfgikEFeed

(mm-1)
40000
32000
26500
20000
16000
13300
10000
8000

*Side milling ({8l#7)
ap=0.1D
aa=1D

(mm/min)
2080
2550
3500
3750
4300
4400
4400
4400

Aaa

> < ap

Aluminum alloy casting
<Sil 13%

(mm-1)
2400
19200
15900
12000
9600
7980
6000
4800

(mm/min)
1260
1550
2150
2250
2580
2650
2650
2650

i

Copper alloy
C1100
(mm-1) (mm/min)
17000 625
14300 800
10600 959
8000 1130
6350 1150
5300 1250
4000 1250
3200 1250

& BLDYI High Speed Slotting

sl
Work Material

Type No.

20

NIFEE
Depth of cut

EERE Speed

(mm-1)
40000
32000
26500
20000
16000
13300
10000
8000

> «—dp

LT la

A7075

S EEFeed

(mm/min)

a,=1.0D
a.=0.25D

1450
1680
2400
2500
2800
2950
3000
3000

BEE

Aluminum alloy casting

(mm-1)
24000
19200
15900
12000
9600
7980
6000
4800

<Sil 3%
TR E Speed

EfoiEE Feed

(mm/min)

880

1000
1450
1500
1700
1780
1800
1800

BHE P6
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Soft Materials Cutting Series
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Soft Materials Cutting Series

RlgE S DE s RIE EL DE A
Type No. Diameter Shank Dia Type No. Diameter Flute Length AL Shank Dia
D1 D2 D1 D2
AEA 0052 0.5 1.5 50 4 AE 0052 0.5 5 50 4
AEA 0102 1.0 3 50 4 AE 0102 1.0 3 50 4
AEA 0152 1.5 4 50 4 L1 AE 0152 1.5 4 50 4
AEA 0202 2.0 6 50 4 AE 0202 2.0 6 50 4
¥
AEA 0302 3.0 8 50 4 AE 0302 S0 8 50 4
AEA 0402 4.0 12 50 4 AE 0402 4.0 12 50 4
AEA 0502 5.0 16 50 6 AE 0502 5.0 16 50 6
L3 AEA 0602 6.0 18 50 6 L3 AE 0602 6.0 18 50 6
AEA 0802 8.0 22 60 8 AE 0802 8.0 22 60 8
vask AEA 1002 10.0 28 75 10 e AE 1002 10.0 28 75 10
= =]
Finishing AEA 1202 12.0 30 5 12 S ishin AE 1202 12.0 30 75 12
unit:mm unit:mm
g gt
Semi-finishing Semi-finishing
¥aEk _ Y Y8 : !
Roughing B—z" Roughing ?)_2’
5% D1 (mm) BEfE D1 BEfE D1 (mm)
AZ{E tolerance (mm) /AZ={E tolerance
0 0
12.0 -0.02 12.0 -0.02
WED2 | iHE D2 (mm) WE D2 | D2 (mm)
(mm) {E& tolerance (mm) / B tolerance
0 0
24 0008 04 0008
6 ~8.008 06 »8.008
28 -8.008 08 -8.008
210 -0.009 210 0009
12 -0.011 ©12 -0.011

[EGIF PT BHF P8
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Soft Materials Cutting Series

fEdE
Finishing

Rt

Semi-finishing

¥E 8%
Roughing

EE D1
(mm)

10.0
12.0

L1

L3

<>
D2

EE D1 (mm)
I2Z=1{E tolerance

0
-0.02

0
-0.02

s B NE G
Type No. Diameter Flute Length Shank Dia
D1 L1 D2
AEB 0202 20 6
AEB 0302 3.0 6
AEB 0402 40 6
AEB 0502 5.0 6
AEB 0602 6.0 20 60 6
AEB 0802 8.0 22 60 8
AEB 1002 10.0 28 75 10
AEB 1202 12.0 30 75 12
unit:mm

List of recommended milling conditions for AEB

IEEE (Sh96%L L)
Aluminum Alloy(silicon above 6%) | Aluminum Alloy(silicon below 6%)

#WiHI

Work Material
Cutting Speed

B &

Mill Dia.(mm)

AEB 0302
AEB 0602
AEB 0802
AEB 1002
AEB 1202
AEB 1602
AEB 2002

IEE
Depth of cut

IHEE (B196%LAT)

B8RE Speed EfoREFeed  OERE Speed i ®REFeed
(min) (mm/min) (min) (mm/min)
19000 400 26500 700
9500 500 13000 960
7200 490 10000 920
5700 600 8500 1100
4800 670 6600 1250
3600 780 5000 1000
2900 580 4000 880

*Side milling (EIE%) £ *Slotting (&%) Hap

2,=0.5D —|—' . a5=1.0D L [ {aa
aa=1.0D emfa a:=1.0D

R D2
(mm)

% D2 (mm)
{E tolerance

0
0.009
@ 1 D -8-011
@12 -0.011
[©F P9
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Soft Materials Cutting Series

© i
Finishing

L1

L3

FRER

Semi-finishing

Wit =
Roughing ‘[‘)_2’

EfE D1
(mm)

EiE D1 (mm)
Z{B tolerance

Al BT . i
Type No. Diameter Flute Length Shank Dia
L1 D2
AEN 0202 : 6
AEN 0302 3.0 8 6
AEN 0402 4.0 12 6
AEN 0502 5.0 16 6
AEN 0602 6.0 20 60 6
AEN 0802 8.0 %3 60 8
AEN 1002 10.0 28 75 10
AEN 1202 12.0 30 75 12
unit:mm

#WEIM
Work Material
utting Speed
B
Mill Dia.(mm)
AEN 0302
AEN 0602
AEN 0802
AEN 1002
AEN 1202
AEN 1602
AEN 2002

NILRE
Depth of cut

List of recommended milling conditions for AEN

BoE (Sh6%LL L)

BT (BH96%LUT)

Aluminum Alloy(silicon above 6%) | Aluminum Alloy(silicon below 6%)

IDIERE Speed EfgEREFeed BIEEE Speed EfGEEFeed
(min) (mm/min) (min) (mm/min)
19000 400 26500 700
9500 500 13000 960
7200 490 10000 920
5700 600 8500 1100
4800 670 6600 1250
3600 780 5000 1000
2900 580 4000 880

*Side milling ({8l#%) *Slotting (2 #%) .
ap=0.5g —I—‘ Iaa :p=1 .0D {aa
a:=1.0D e ap as=1.0D

10.0 2 0
12.0 2
fRfE D2 £ D2 (mm)
(mm) vZ={E tolerance
@6 -8.008
o8 -§,009
@10 -0.011
212 —8.011

IR
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Soft Materials Cutting Series

2,

A

L1
L3

L
Finishing
ARER
Semi-finishing
KR Y
Roughing <>

RlgE BE TE s

Type No. Diameter Flute Length OAL. Shank Dia
D1 L L3
AEC 0202 2.0 % 50 6
AEC 0302 3.0 9 50 6
AEC 0402 4.0 12 50 6
AEC 0502 5.0 16 60 6
AEC 0602 6.0 18 60 6
AEC 0802 8.0 20 60 8
AEC 1002 10.0 30 75 10
AEC 1202 12.0 32 75 12
AEC 1602 16.0 45 100 16
AEC 2002 20.0 45 110 20
unit:mm

10.0 205
12.0 oo
16.0 2 2
20.0 8,02
% D2 (mm)
tolerance
@6 2,008
8 2,008
210 9,009
@212 D011
©16 2011
220 D013

[EGIFE P

#m YL EE )

Soft Materials Cutting Series w8

L1

L3

¥EER

Finishing
Rk

Semi-finishing

¥R % Y
Roughing <>

(mm)

10.0 —8102
12.0 -8,02
16.0 S

fRfE D2 MIE D2 (mm)
(mm) [E tolerance

0.008
210 -0.009
@12 2011
©16 -8.01 1

Ak B TE T

Type No. Diameter Flute Length Shank Dia
D1 L1 D2

AEC 0203 6

AEC 0303 10 6

AEC 0403 12 6

AEC 0503 2 16 6

AEC 0603 6.0 18 60 6

AEC 0803 8.0 20 60 8

AEC 1003 10.0 25 75 10

AEC 1203 12.0 30 75 12

AEC 1603 16.0 40 100 16

unit:mm

[ERE P12
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Soft Materials Cutting Series

BU5k
Type No.

B
Diameter
D1

nE
Flute Length
L1

RS
Shank Dia
D2

#mFYLEE )

Soft Materials Cutting Series

BUSR
Type No.

B

Diameter

Flute Length
L1

R
Shank Dia

AEA 0203 2.0 6 50 6 AE 0203
AEA 0303 3.0 10 50 6 D1 AE 0303 3.0 10 50 6
AEA 0403 4.0 12 50 6 T AE 0403 4.0 12 50 6
AEA 0503 50 16 50 6 AE 0503 50 16 50 6
AEA 0603 6.0 18 50 6 o AE 0603 6.0 18 50 6
aul § AEA 0803 8.0 20 60 8 AE 0803 8.0 20 60 8
AEA 1003 10.0 25 ) 10 4 AE 1003 10.0 25 i) 10
AEA 1203 12.0 30 75 12 AE 1203 12.0 30 75 12
L3 AEA 1603 16.0 40 100 16 AE 1603 16.0 40 100 16
unit:mm 3 unitmm
o List of recommended milling conditions for AEA List of recommended milling conditions for AE
Blsting M BES (SH96%UT) IBEE (SH96% L) yESE st BEE (SHI6RUT) BEE (SHI6% L)
hi Aluminum Alloy(silicon below 6%) | Aluminum Alloy(silicon above 6%) Finishing Aluminum Alloy(silicon below 6%) [ Aluminum Alloy(silicon above 6%)
1 nishing i g SJAIEE Cuing Speed
¥l Y Type No EiERESpeed i EEFeed  DIEEESpeed  EfSEEFeed Semi-finishing Type No. g EESpeed  EfAEEFeed  DEEEESpeed  E(EEEFeed
Roughing |4B—2r| (mm-1) (mm/min) (mm-1) (mm/min) yas: ’ (mm-1) {(mm/min) (mm-1) (mm/min)
AEA 0203 40000 900 28000 800 Roughing PN AE 0203 40000 900 28000 800
B4 D1 (mm) AEA 0303 26500 1000 19000 900 be AE 0303 26500 1000 19000 900
A2 tolerance AEA 0403 20000 1000 14000 900 B D1 B1E D1 (mm) AE 0403 20000 1000 14000 900
AEA 0503 16000 1000 11500 900 (mm) ‘AF=E tolerance AE 0503 16000 1000 11500 900
AEA 0603 13000 1450 9500 1100 2.0 _8_02 AE 0603 13000 1450 9500 1100
AEA 0803 10000 1400 7200 750 3.0 _8'02 AE 0803 10000 1400 7200 750
AEA 1003 8000 1700 5700 900 4.0 _802 AE 1003 8000 1700 5700 900
AEA 1203 6600 1800 4800 1000 5.0 _g o AE 1203 6600 1800 4800 1000
AEA 1603 5000 1500 3600 1150 6.0 -8‘02 AE 1603 5000 1500 3600 1150
: 5 *Side milling ({@3%) *Side milling ({8J&%)  *Slotting (%) 8.0 0 *Side milling ({81§%) *Side milling (BI#E)  *Slotting (#E)
10.0 -0.02 2,=0.5D a=1.0D o a,=0.5D 2,=0.5D a=1.0D
12.0 «8.02 MTEE a:=1.0D a:=1.0D 10.0 _8'02 T a:=1.0D 2:=1.0D a:=1.0D
16.0 _8_02 Depth of cut I o I s S 12.0 _8_02 Depth of cut o FL ——
i D2 "WREE D2 (mm) o —I_‘ | aa 16.0 002 - _1_‘ . | [ laa
(mm) /AZ=(E tolerance —>—1+ap FE D2 (mm) ——f«ap
@6 ‘AZ={E tolerance
08 26 2008
@10 @8 0,008
212 210 9,009
216 @12 _§_011
018 Lol BEIF P14

oRF P13
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Soft Materials Cutting Series

A
L1
L3
o
Finishing
gk
Semi-finishing
waes . v e
Roughing 5

B D1 R (mm)
(mm) 4vZ1B tolerance

10.0 +0.02

RIE D2 D2 (mm)
(mm) ‘~#1{BE tolerance
0
06 -8.008
28 0008
210 -0.009

[BRIF P15

BE EEA TE A

Type No. Diameter Corner R | Flute Length Shank Dia
D1 r 151 D2

AER 0202 2.0 0.2 6 50 6

AER 0302 3.0 0.2 10 50 6

AER 0402 4.0 0.2 12 50 6

AER 0603 6.0 0.3 18 50 6

AER 0805 8.0 0.5 20 60 8

AER 1005 10.0 0.5 30 75 10

unit:mm

iEﬁ lﬁ%_ﬁﬁ’ﬁﬂ ..4"

Soft Materials Cutting Series

ra<>
AA [ ]
L1
4
L3
o).
Finishing
FhisE
Semi-finishing
ik e
i >
Roughing D2

/% D1 R (mm)
(mm) NZE(E tolerance

il
Type No.

EE
Diameter

D1

Flute Length

L1

Shank Dia
D2

10.0 +0.02

fRiE D2 fREE D2 (mm)
(mm) _i1| i tolerance
26 -8.008
28 -8,008
@10 -0.009

ADR 0202 ; :

ADR 0302 3.0 0.2 10 50 6

ADR 0402 4.0 02 12 50 6

ADR 0603 6.0 0.3 18 50 6

ADR 0805 8.0 0.5 20 60 8

ADR 1005 10.0 0.5 30 75 10
unit:mm
WEAIF P16
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Soft Materials Cutting Series

R5 B NE 2R e

o Type No. Diameter Flute Length L ShaB; Dia
AET 0052 _ 7
AET 0102 1.0 3 50 6
i AET 0152 15 4 50 6
AET 0202 2.0 6 50 6
B AET 0302 3.0 8 50 8
AET 0402 4.0 11 50 6
AET 0502 5.0 13 50 6
2 AET 0602 6.0 16 50 6
AET 0802 8.0 19 60 8
yEou AET 1002 10.0 25 75 10
Finishing AET 1202 12.0 26 75 12
gk unitmm
Semi-finishing
¥E S —
Roughing <>

b2 List of recommended milling conditions for AET

Snm | AZE tolerancs R Bas Bas
; Work Material Aluminum Alloy. etc Aluminum Alloy. etc
Type No. Speed Feed Speed Feed
(mm-1) (mm/min) (mm-1) (mm/min)
AET 0302 16000 1600 16000 3200
20 002 AET 0402 12000 1200 12000 2400
3.0 002 AET 0502 9600 1920 9600 1920
4.0 902 AET 0602 8000 1600 8000 1600
5.0 L AET 0802 6000 1200 6000 1200
6.0 e AET 1002 12000 2400 4800 960
8.0 D& AET 1202 10000 2000 4000 800
10.0 S *Slotting (&%) Jon *Side Milling ({8
12.0 0 NIRE «—ap  a=1. fg,  @=0.1D
— Depth of cut T fas a.=05D —L‘ 3 425D
D2 | A& D2 (mm) s—feap

(mm) +Z=1{E tolerance

0 ® Use suitable cutting fluids. Recommend Water Soluble cutting fluid.
@4 -0.008 ® Recommend Side milling for finishing.
0 ® Recommend chip to prevent heat generation and ignition.

06 -0.008
8 9,008
210 9,000
212 D011
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Soft Materials Cutting Series

BUSk
o) Type No.

B
Diameter

D1

2.0
3.0
4.0
5.0
6.0
8.0
10.0
12.0
16.0

Zh) =
Flute Length

L1

6
10
12
16
18
20
25
30
40

50
50
50
60
60
60
75
75
100

s
Shank Dia

AET 0203
AET 0303
= AET 0403
v AET 0503
AET 0603
AET 0803
AET 1003
k AET 1203
AET 1603
¥EE
Finishing
g
Semi-finishing
ik —
Roughing ?}—2*

EfE D1
(mm)

10.0
12.0
16.0

% D1 (mm)
{E tolerance

0
-0.02

0
-0.02

AT D2

#H4E D2 (mm)

42Z={E tolerance

(mm)
@6
@8
@10
@12
@16

0
-0.008
0
-0.008
0
-0.008
0
-0.011
0
-0.011

unit:mm

[BEEF P18
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Soft Materials Cutting Series

Bl

j BEE IR e RE
Type No. Diameter Flute Length Shank Dia
D2
BTC 0102 RO.5 4
BTC 0152 R0.75 3 50 4
L1 BTC 0202 R1 4 50 4
BTC 0302 R1.5 6 50 3
B BTC 0402 R2 8 50 4
BTC 0602 R3 12 50 6
BTC 0802 R4 16 60 8
= BTC 1002 R5 20 75 10
= BTC 1202 R6 24 5 12
¥E&%
Finishing . - . unit:mm
List of recommended milling conditions for BTC
wn ot s # Copper [ Awmm
Semi-finishing .
e Cutting Speed 70-120 mm/min 100-250 mm/min
. oiEE oiEE
Roughing v Type No. é‘ﬁé&g i EEFeed(mm/min) é‘ilﬁ s EEFeed(mmimin)
(mm-1) Rough Milling  Refined Milling (mm-1) Rough Milling Refined Milling
BTC 0102 37680 250 700 47000 320 860
~ R(mm) BTC 0152 25500 250 700 47000 320 860
2Z(E tolerance BTC 0202 19100 250 700 23800 600 1650
R0.5 +0.01 BTC 0302 12700 300 900 16000 750 1650
R0.75 +0.01 BTC 0402 9500 300 900 12000 750 1650
R1 +0.01 BTC 0602 6400 300 900 8000 750 1650
R1.5 +0.01 BTC 0802 4800 300 900 6000 750 1650
R2 +0.01 BTC 1002 3800 300 900 4800 750 1650
R2.5 +0.01 BTC 1202 3200 300 900 4200 750 1650
R3 +0.01 NIRE . e e o =P AR—
0. e Rough Miling ——__~~1R  *Refined Milling L}Lo,m
pth of cut ¥
R4 +0.015
R5 +0.015

R6 +0.02 Rl Work Material #il Copper Alloys 8 Aluminum Alloys
bJHIEE Cutting Speed 70-120 mm/min 100-250 mm/min

| ”'__ ) Type No. EEFESpeed Feed(mm/min) biEFEESpeed Feed(mm/min)
>3 (mm-1) Refined Milling (mm-1) Refined Milling
o 2900 BTC 0602 13000 4800 26500 8000
— BTC 0802 10000 4000 19500 9500
26 -0.008 BTC 1002 8000 3200 15500 9000
8 0008 BTC 1202 6600 2400 13000 8000
@10 "
-0.009 NTEE . . —0. 1R~

[2fx]7 P19
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Soft Materials Cutting Series

¥5ik

Finishing

Hhif

Semi-finishing

EE
Roughing

BfE D1 ‘

(mm)
R2
R2.5
R3
R4
R5
R6

L3

—
<>
D2

R (mm)

vZ=1{E tolerance

+0.01
+0.01
+0.01
+0.015
+0.015
+0.02

BUaRk
Type No.

B
Diameter

TR
Flute Length

» HBC.IBC.]BC

[ e,
i

AT
Shank Dia

D2

HBC 0402

HBC 0502 R2.5 10 75 6
HBC 0602 R3 12 75 6
IBC 0402 R2 8 100 6
IBC 0602 R3 12 100 6
IBC 0802 R4 16 100 8
IBC 1002 R5 20 100 10
IBC 1202 R6 24 100 12
JBC 0602 R3 12 150 6
JBC 0802 R4 16 150 8
JBC 1002 R5 20 150 10
JBC 1202 R6 24 150 12

unit:mm

FR{E D2 (mm)

==

/~Z{E tolerance

26
@8
210
@12

0
-0.008
0
-0.008
0
-0.009
0
-0.011

BEEF P20
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Soft Materials Cutting Series _g

2
A A
L1
Y
L3
.. T
Finishing
. HER
Semi-finishing
/ ¥
it |
Roughing B—zb|
DN
V: “7
1000
F=ENxZxf

B D2 D2 (mm)

(mm) ~Z={8 tolerance
0

©6 -8.008

o8 ~8.008

@10 '8'009

@12 -8‘011

©16 -0.011

@20 0

-0.013

DRI P21
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Type No. Diameter Flute Length Shank Dia
D1 15 D2

WA 0603 6.0 15 50 6

WA 0703 7.0 16 60 8

WA 0803 8.0 20 60 8

WA 0903 9.0 20 75 10

WA 1003 10.0 25 75 10

WA 1103 11.0 28 75 12

WA 1203 12.0 30 75 12

WA 1403 14.0 32 100 16

WA 1603 16.0 40 100 16

WA 1803 18.0 40 100 20

WA 2003 20.0 45 100 20

unit:mm

List of recommended milling conditions for WA

WHIH

Work Material

Velocity
Type No.

WA 0603
WA 0803
WA 1003
WA 1203
WA 1403
WA 1603
WA 2003
WA 2503

NIEE
Depth of cut

BEE (SH6%LAT)

Aluminum Alloy(silicon below 6%)

EE (SWE%L)

Aluminum Alloy(silicon above 6%)

160-250 mm/min

250-400 mm/min
J (mm / Tooth)
0.043 0.054 0.036
0.055 0.069 0.047
0.068 0.085 0.057
0.080 0.100 0.066
0.092 0.115 0.077
0.105 0.131 0.087
0.130 0.162 0.108
0.160 0.200 0.134
*Slotting (i&#%) *Side Milling (BIg%) *Slotting (:&s5%)
> —ap i 3 > —l«—ap
WM. L] SR
- o< ap
a,=1.0D a,=0.5D a,=1.0D
a==1.0D as=1.5D a==1.0D

0.045
0.058
0.071
0.083
0.096
0.109
0.135
0.167
*Side Milling ({a1s%)

—L‘ :aa
»—<—3p
a=0.5D
a==1.5D

@DHE
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