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2 Flutes 45 °Helix Ball End Mills for Aluminum
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Endmills for Aluminum, AL alloys, copper, copper alloys,

non-ferrous and non-metallic materials.

« Applied fine WC grade for excellent surface finish.

+ Minimize fracturing by high TRS fine(0.5um) WC grade.

+ High speed, feed applicable by 45°degree helix and deep chip
pocket design

L
L)
IR | BU3E |G | 45°
0 | 0.005 £0.01 0.015 Helix Angle
8R 485P

WIANINM)TY 404

0.25~25R 3R~6R

2ALB 005010 S04
2ALB 005 020 S04
2ALB 005 030 S04
2ALB 005 040 S04
2ALB 005 050 S04
2ALB 005 060 S04
2ALB 006 020 S04
2ALB 006 030 S04
2ALB 006 040 S04
2ALB 006 050 S04
2ALB 006 060 S04
2ALB 006 080 S04
2ALB 006 100 S04
2ALB 008 020 S04
2ALB 008 030 S04
2ALB 008 040 S04
2ALB 008 060 S04
2ALB 008 080 S04
2ALB 008 100 S04
2ALB 008 120 S04
2ALB 010 030 S04
2ALB 010 050 S04
2ALB 010 080 S04
2ALB 010 100 S04
2ALB 010 120 S04
2ALB 010 160 S04
2ALB 010 200 S04
2ALB 012 030 S04
2ALB 012 040 S04
2ALB 012 060 S04
2ALB 012 080 S04
2ALB 012 100 S04
2ALB 012 120 S04
2ALB 015 050 S04
2ALB 015 080 S04
2ALB 015 100 S04
2ALB 015 120 S04
2ALB 015 160 S04
2ALB 015200 S04
2ALB 020 050 S06
2ALB 020 080 S06
2ALB 020 100 S06
2ALB 020 120 S06
2ALB 020 160 S06
2ALB 020 200 S06
2ALB 020 250 S06
2ALB 025 060 S06
2ALB 025 100 S06
2ALB 025 120 S06
2ALB 025 160 S06

0.25R X 0.5
0.25RX0.5
0.25R X 0.5
0.25R X 0.5
0.25R X 0.5
0.25R X 0.5
0.3RX0.6
0.3RX0.6
0.3RX0.6
0.3RX0.6
0.3RX0.6
0.3RX0.6
0.3RX0.6
0.4RX0.8
0.4RX0.8
0.4RX0.8
0.4RX0.8
0.4RX0.8
0.4RX0.8
0.4RX0.8
0.5RX1

0.5R X1

0.5RX1

0.5RX1

0.5RX1

0.5RX1

0.5RX1

0.6RX1.2
0.6RX1.2
0.6RX1.2
0.6RX1.2
0.6RX 1.2
0.6RX1.2
0.75RX 1.5
0.75RX 1.5
0.75RX 1.5
0.75RX 1.5
0.75RX 1.5
0.75RX 1.5
1RX?2

1RX?2

1RX?2

1RX?2

1RX?2

1RX?2

1RX?2

1.25RX 2.5
1.25RX 2.5
1.25RX 2.5
1.25RX 2.5

0.7
0.7

0.7
0.7
0.7
0.7
0.9
0.9
0.9
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D Size D Tolerance
205~5 +0 ~ -0.01mm
26~12 -0.005 ~ -0.015mm

216 -0.01 ~-0.02mm
o9l - mm
1 45 4
2 45 4
3 45 4
4 45 4
5 45 4
6 45 4
2 45 4
3 45 4
4 45 4
5 45 4
6 45 4
8 45 4
10 45 4
2 45 4
3 45 4
4 45 4
6 45 4
8 45 4
10 45 4
12 45 4
3 50 4
5 50 4
8 50 4
10 50 4
12 50 4
16 50 4
20 50 4
3 50 4
4 50 4
6 50 4
8 50 4
10 50 4
12 50 4
5 50 4
8 50 4
10 50 4
12 50 4
16 50 4
20 50 4
5 50 6
8 50 6
10 50 6
12 60 6
16 60 6
20 60 6
25 65 6
6 50 6
10 50 6
12 60 6
16 60 6
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2ALB 025 200 S06 1.25RX2.5 6

2ALB 030 080 S06 1.5RX3 6

2ALB 030 120 S06 1.5RX3 4.5 12 60 6

2ALB 030 160 S06 1.5RX3 4.5 16 60 6

2ALB 030 200 S06 1.5RX3 4.5 20 60 6

2ALB 030 250 S06 1.5RX3 4.5 25 70 6

2ALB 030 300 S06 1.5RX3 4.5 30 70 6

2ALB 030 400 S06 1.5RX3 4.5 40 80 6

2ALB 040 100 S06 2RX4 6 10 60 6

2ALB 040 160 S06 2RX4 6 16 60 6

2ALB 040 200 S06 2RX4 6 20 60 6

2ALB 040 250 S06 2RX4 6 25 70 6

2ALB 040 300 S06 2RX4 6 30 70 6

2ALB 040 400 S06 2RX4 6 40 80 6

2ALB 050 160 S06 2.5RX5 8 16 80 6

2ALB 050 200 S06 2.5RX5 8 20 80 6

2ALB 050 250 S06 2.5RX5 8 25 80 6

2ALB 060 150 S06 3RX6 9 15 90 6 E
2ALB 060 300 S06 3RX6 9 30 90 6 a
2ALB 060 400 S06 3RX6 9 40 90 6 'E
2ALB 080 200 S08 4RX8 12 20 100 8 c
2ALB 100 250 S10 5RX10 15 25 100 10 E
2ALB 120 300 S12 6RX 12 18 30 110 12 g
2ALB 160 600 S16 8RX 16 30 60 160 16
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| 2ALB cutting Condition

A Material

Y20l &3 Aluminum Alloys  AL7075

* RPM : rev./min « Feed : mm/min

Z82  CopperAlloys C1100

HHZ A Ae A Ae
Radis RPM FEED Axial gepth Radial Depth RPM FEED Axial gepth Radial Depth
0.25R 40,000 700 0.01 0.025 34,000 2,000 0.015 0.05
0.3R 40,000 800 0.012 0.03 34,000 2,300 0.018 0.06
0.4R 40,000 1,050 0.016 0.04 34,000 2,580 0.024 0.08
0.5R 40,000 1,200 0.02 0.05 34,000 2,880 0.03 0.1
0.6R 40,000 1,650 0.024 0.06 34,000 3,250 0.036 0.12
0.75R 40,000 1,950 0.03 0.075 34,000 3,600 0.045 0.15
1R 40,000 2,170 0.04 0.1 33,150 4,230 0.06 0.2
1.25R 37,000 2,250 0.05 0.125 28,500 4,100 0.075 0.25
1.5R 33,125 2,300 0.06 0.15 25,500 4,050 0.09 0.3
2R 23,125 2,450 0.08 0.2 22,950 3,870 0.12 0.4
2.5R 19,125 2,500 0.1 0.25 17,000 3,240 0.15 0.5
3R 16,250 2,500 0.12 0.3 31,600 2,610 0.18 0.6
4R 11,875 2,500 0.16 0.4 11,050 2,340 0.24 0.8
5R 10,000 2,200 0.2 0.5 8,500 2,200 0.3 1
6R 8,125 2,170 0.24 0.6 6,800 2,050 0.36 1.2
8R 7,500 2,000 0.32 0.8 5,100 2,000 0.48 1.6
Ay Ae
Depth of Cut Ap
7
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If the effective length is long, lower RPM and FEED at the same ratio.
We recommend using a soluble cutting fluid for smooth chip evacuation.
If the rotation speed of the applied machine is insufficient, reduce the rotation speed and feed rate at the same ratio.

The above cutting conditions are numerical values, so they may need to be adjusted depending on the actual
machining shape, machining purpose, and applied machine.
Please use a rigid and low-vibration machine (vibration tolerance within 5um for @1 or below).
For smooth chip evacuation, we recommend using air blow or mist coolant, and for non-ferrous materials,
we recommend using wet coolant during machining

2ALE Cutting Condition

DA Materid

A20|EE#SZ  Aluminum Alloys

£0H713 Side Milling

AL7075

7k Soltting

+ RPM : rev./min « Feed : mm/min

AC4B

A20|E S FE  Aluminum Alloys

ZHILE Side Milling

£7k8 Soltting

Q|A outside Diameter RPM FEED RPM FEED RPM FEED RPM FEED
21 34,000 500 34,000 400 34,000 400 34,000 300
22 34,000 950 32,300 720 32,300 720 27,200 470
23 27,200 1,200 21,300 800 21,300 800 18,000 510
24 20,400 1,300 16,000 850 16,000 850 14,000 550
25 16,200 1,400 13,000 850 13,000 850 11,000 600
26 13,600 1,600 11,000 940 11,000 940 9,400 640
28 10,200 1,600 8,000 1,000 8,000 1,000 6,800 680
210 8,100 1,600 6,500 1,000 6,500 1,000 5,400 680
212 6,800 1,600 5,400 1,000 5,400 1,000 4,500 680
216 5,100 1,600 4,100 1,000 4,100 1,000 3,400 610
220 4,100 1,300 3,200 850 3,200 850 2,700 560
0.2D (D<23) 0.2D (D<@3)
0.5D (D=@3) D 0.5D (D=@3) D
Holat — —
Depth of Cut <1D M ,ﬁ&)? 12mm <1D l\g/lll)l? 12mm
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The edge of the flute precisely grinded. If you want to measure the tool, and to avoid damaging on the flutes, use non-contact measuring method.

Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.
Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.
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