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High efficiency milling and excellent cost performance

Y5 Features
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Newly developed high alloy HSS
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AG coating by newly process
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High efficiency milling and excellent cost performance
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Cutting condition of AG mill Compatible with hardness in toughness

SSOCHIEMT 4B

(mT/gérg side milling four flutes
800
" FRBEI YRSV
16 600 Non coat carbide
2
= —
Feed 400 AG= )LD
ML EE=R
200
TINO—F 11\ AR
TiN foat HSS 0
0 50 " 100 150
HIHERE (m/min)
Cutting Speed

iR lEl RS0

Long life milling in a high-speed condition
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Excellent chipping-resistant/Wear-resistant
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Stable milling
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AG-mill Roughing reduces cutting force by adoption
of Fine Pitch nicks, and chip removal improves.

Stable milling is possible in heavy duty.
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Comparison of cutting chips
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AG-mill Roughing Competitor
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Groove milling in two flutes S50C
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Tool life of 1.5 times for powder HSS
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Tool life of 1.4 times for Al-Si coating
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Long tool life
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AG E, lI:J U — Z AG-mill Series
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Performance No.ofFlutes Length of Cut  Code No. Product Name Appearance Stocked Size Size

Short AG-mill Roughing Regular Length Short e P5

Ya—bk AGIEI 5T4VT SITR
Short AGRERS-R AG-mill Roughing Radius
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avIv+vry AGI)L NE— IFRSOVY ~
Long Shank AGELHV AG-mill HEAVY Extra Long ey P8
Ya—hk AGZ)L2#H E =~
Short 2AGE AG-mill Two Flutes =20 P9
=F47L AGIIL2MHA =547 In ~
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SLEE Long 2AGEL AG-mill Two Flutes Long 3~40 AU
General %
Medium 4AGE AG-mill Four Flutes = 25~80 | P12
4
52 SR —
Long 4AGEL AG-mill Four Flutes Long = =l il
» |¥3—b |opgre |AGEIL HK—Ib @S——————= R05~R125| P13

Short AG-mill Ball
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X

Our AG-mill Series can handle finishing, semi-finishing and rough

work for a wide range of applications including regular and alloy
steels, stainless steels, and aluminum alloys.




‘ qiﬁﬁ Stocked Sizes

AG=W 57409 L¥a5LYIAYa—b

AG-mill Roughing Regular Length Short

AGEI 5T1VT Ya—k
AG-mill Roughing Short
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LIST6484 Bf7 (Unit) :mm/F (yen) LIST6406 BT (Unit) :mm/F (yen)
/m% 0E| 2& ook nn] wE | sEmE sz | IE [ 4TRs | B2 | 28 |voor | 08| €% | s2ms
Code No. D L L d N | Stock| Price Code No. D VA L1 d1 L d N | Stock Price
AGRERS6 | 6 |15| 60| 6 | 4 | @ | 4,940 AGRES6 6|11 | — | — | 80 6 | 4 | @ | 4940
AGRERS7 | 7 |20 | 65| 10 | 4 | @ | 5,460 AGRES? 7117 | — | — | 9 8 | 4 | @ | 5460
AGRERS8 | 8 |20 | 65| 10 | 4 | @ | 5,460 AGRES8 8| 17| — | — | 9 8 | 4 | @ | 5460
AGRERS9 | 9 |25| 75| 10 | 4 | @ | 6,090 AGRES9 9|22 | — | — |100| 10 | 4 | @ | 6,090
AGRERS10| 10 |25 | 75| 10 | 4 | @ | 6,090 AGRES10| 10 | 22 | — | — | 100| 10 | 4 | @ | 6,090
AGRERS11| 11 |30 | 80 | 12 | 4 | @ | 7,770 AGRES11 | 11 |26 | — | — |110| 12 | 4 | @ | 7,770
AGRERS12| 12 |30 | 80 | 12 | 4 | @ | 7,770 AGRES12 | 12 |26 | — | — |110| 12 | 4 | @ | 7,770
AGRERS14| 14 |35 | 90 | 16 | 4 | @ | 8,510 AGRES13| 13 |26 | — | — |110| 12 | 4 | @ | 8300
AGRERS15| 15 |35 | 90 | 16 | 4 | @ | 9,030 AGRES14 | 14 | 26 | — | — |110| 12 | 4 | @ | 8510
AGRERS16| 16 | 40 | 95 | 16 | 4 | @ | 9,450 AGRES15 | 15 | 26 | 45 (133|125 16 | 4 | @ | 9,030
AGRERS18| 18 | 40 | 105 | 20 | 4 | @ | 10,400 AGRES15N| 15 | 26 | — | — | 125 16 | 4 | [ —
AGRERS20| 20 | 45 (110 | 20 | 4 | @ | 11,300 AGRES16 | 16 | 32 | 48 |143|125| 16 | 4 | @ | 9,450
AGRERS22| 22 | 45 [110 | 20 | 4 | @ | 12,600 AGRES16N| 16 | 32 | — | — | 125 16 | 4 | [ —
AGRERS24| 24 |50 |120 | 25 | 5 | @ | 15,100 AGRES17 | 17 |32 | — | — |125| 16 | 4 | @ | 9,980
AGRERS25| 25 | 50 |120 | 25 | 5 | @ | 15,100 AGRES18| 18 | 32 | — | — |125| 16 | 4 | @ | 10,400
AGRERS28| 28 | 55 125 | 25 | 5 | @ | 18,700 AGRES20 | 20 | 38 | 60 |18 |140| 20 | 4 | @ | 11,300
AGRERS30| 30 | 55 |140 | 32 | 5 | @ | 23,700 AGRES20N| 20 | 38 | — | — | 140 20 | 4 | [J —
AGRERS32| 32 | 60 | 145 | 32 | 6 | @ | 32,900 AGRES22 | 22 | 38 | — | — |140| 20 | 4 | @ | 12,600
AGRERS35| 35 | 60 | 145 | 32 | 6 | @ | 41,000 AGRES24 | 24 | 45 | — | — | 160 | 20 5 | @ | 15,100
AGRERS40| 40 | 65 | 150 | 32 | 6 | @ | 49,500 AGRES25 | 25 | 45 | 75 |23 | 160 | 25 5 | @ | 15,100
AGRERS45| 45 | 70 | 155 | 42 | 6 | @ | 60,200 AGRES25N| 25 | 45 | — | — | 160 | 25 5 | O —
AGRERS50| 50 | 70 | 160 | 42 | 6 | @ | 70,400 AGRES28 | 28 | 45 | — | — | 160 | 25 5 | @ | 18,700
iﬁ;ﬁiﬁsg? AGRES30 | 30 | 45 | — | — | 160 | 25 5 | @ |23,700
S TR N7 AGRES32 | 32 | 53 | 96 |29.5| 180 | 32 6 | @ | 32,900
Z’:fgfzo‘ﬂfsm”k["a' AGRES32N| 32 |53 | — | — [180] 32 |6 | O | —
Helix angle AGRES35| 35 | 53 | — | — |180| 32 | 6 | @ | 41,000

AGRES40 | 40 | 63 | — | — | 200 32 6 | @ | 49500

AGRES45 | 45 | 63 | — | — | 200 | 42 6 | @ | 60,200

AGRES50 | 50 | 75 | — | — | 220 | 42 6 | @ | 70,400

HEEFRZEF0.1mm

Tolerance of Mill Dia.

Sy OERRENT

Tolerance of Shank Dia.

BUNAI80° ORI BT ER T,

Helix angle DB EREEERERTT,

@:Stocked Items
[J:Available for Japan customers only
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AG-mill Roughing Medium
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AG-mill Roughing Long
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LIST6486 BT (Unit) :mm/M (yen) LIST6488 B4 (Unit) :mm/M (yen)
m& NE [BTRS | 88 [ 28 [P 78| UH | €& | sZf@iE m& UE (28 [V 78 |08 | #E | 520
Code No. D L L1 d1 L d N | Stock | Price Code No. D L L d N | Stock | Price
AGREM®6 6 | 16 — — 80 6 4 o 5,780 AGREL6 6| 26| 80 6 4 [ ) 6,300
AGREMS8 8| 25| — — 90 8 4 o 6,300 AGRELS 8| 35| 90 8 4 [ ) 7,250
AGREM10| 10 | 32 — — | 100 10 4 [ ) 7,140 AGREL10 | 10 | 45|100| 10 4 [ ) 8,190
AGREM12| 12 | 40 — — | 110 12 4 ® | 10,300 AGREL12 | 12 | 53 |110| 12 4 ® | 10,500
AGREM14| 14 | 40 — — | 110 12 4 ® | 11,600 AGREL14 | 14 | 53 |110| 12 4 ® | 11,800
AGREM15| 15 | 40 53 |13.3| 125 16 4 ® | 12,400 AGREL15 | 15 | 53 |125| 16 4 ® | 12,500
AGREM15N| 15 | 40 — — | 125 16 4 L] — AGREL16 | 16 | 63 |125| 16 4 ® | 13,200
AGREM16| 16 | 48 56 |14.3| 125 16 4 @ | 13,000 AGREL18 | 18 | 63 |125| 16 4 @ | 13,900
AGREM16N| 16 | 48 — — | 125 16 4 L] — AGREL20 | 20 | 75 |140| 20 4 @® |15,500
AGREM18| 18 | 48| — — | 125 16 4 @ | 13,700 AGREL22 | 22 | 75|140| 20 4 @ | 18,400
AGREM20| 20 | 56 70 |18 140 20 4 ® | 15,400 AGREL24 | 24 | 90 |160| 20 5 @® | 21,600
AGREM20N| 20 | 56 | — — | 140 20 4 ] = AGREL25 | 25 | 90 |160| 25 5 @® | 21,600
AGREM22| 22 | 56 — — | 140 20 4 @® | 18,300 AGREL28 | 28 | 90 |160| 25 5 @® | 25,100
AGREM24| 24 | 67| — — | 160 20 5 @ | 21,400 AGREL30 | 30 | 90 |160| 25 5 @ | 29,200
AGREM25| 25 | 67 88 |23 160 25 5 @ | 21,400 AGREL32 | 32 | 106 | 180| 32 6 @® | 36,000
AGREM25N| 25 | 67 | — — | 160 25 5 ] — AGRELS35 | 35 | 106 | 180| 32 6 @ | 41,500
AGREM28| 28 | 67| — — | 160 25 5 @® | 25,000 AGREL40 | 40 | 125 |200| 32 6 @ 56,600
AGREM30| 30 | 67| — — | 160 25 5 @ | 28,900 AGREL45 | 45 | 125 |230| 42 6 @ |76,400
AGREM32| 32 | 80| 112 |29.5]| 180 32 6 @® 35,300 AGREL50 | 50 | 150 | 250| 42 6 @ | 92,300
AGREM32N| 32 | 80 — — | 180 32 6 L] —

AGREM35| 35 | 80 — — 1180 32 6 @ | 41,000

AGREM40| 40 95 = — | 200 32 6 ® | 55,900 FHE‘FE‘?E:iQJm_m .@Fﬁﬁ%t;}?ﬁ?’i@;‘é’ﬂ‘o
AGREM45 45 | 95| — | — |200| 42 | 6 | @ |75400|  [oeranceoimiiDia HRIRRERE T
AGREM50| 50 | 112 = — | 220 42 6 ® | 91,100 Tolerance of Shank Dia. @:Stocked Items

BUNA30" [J:Available for Japan customers only
Helix angle

AGEI 37429 OVITIvV D SXK
AG-mill Roughing Long Shank SX Type
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AGEW 3537420 OVI v SLXRE

AG-mill Roughing Long Shank SLX Type
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BAAZ (Unit) :mm/F (yen)

A& | IR [6TR| B8R | 28 8] 9% | 78 |520% A& | K [6TRS| B8R | 28 8] 95 | 78 5206

Code No. D L L1 di L d N | Stock| Price Code No. D L L1 di L d N | Stock| Price
AGREX16| 16 | 32 | 64 (14.3[170 | 16 | 4 | [] | — AGREU16| 16 | 32 | 72(14.3/200| 16 | 4 | [ | —
AGREX20 | 20 | 38 | 80 (18 [195[ 20 | 4 | [ | — AGREU20| 20 | 38 | 90 (18 [225[ 20 | 4 | [ | —
AGREX20N| 20 | 38 | — | — [195| 20 | 4 | [0 | — AGREU25| 25 | 45 [113 (23 |250| 25 | 5 | [J | —
AGREX25 | 25 | 45 [100 (23 |210[ 25| 5 | [ | — AGREU30| 30 | 45 | — | — |270] 25 | 5 | OO | —
AGREX30| 30 | 45 | — | — [220| 25 | 5 | [J | — AGREU35| 35 | 53 | — | — |290[ 32 | 6 | [J | —
AGREX35| 35 | 53 | — | — [235|32 | 6 | | — AGREU40| 40 | 63 | — | — [310]32 | 6 | (O | —
AGREX40| 40 | 63 | — | — [250 |32 | 6 | [J | — AGREU50| 50 | 75 | — | — [350] 42 | 6 | [ | —
AGREX50 | 50 | 75 | — | — |280[ 42 | 6 | O | —




‘ vifﬁ Stocked Sizes

AGRERS-R
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AG-mill Roughing Radius
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AG-mill HEAVY
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LIST 6422 BAiT (Unit) :mm/F (yen) LIST6402 Bii7 (Unit) :mm/F (yen)
SME |78 | IR | &8 | Vool | NM| EHE | SEHE se | g | 28 [vreor| o | wm | szme
Code No. D r L L d N |Stock| Price Code No. D 2 L d N Stock Price
AGRERS6R0.5| 6 | 0.5 | 15| 60 6 | 4| @ | 6,420 AGHV3 3 9 50 6 4 [ ) 3,360
AGRERS6R1| 6 1 15 | 60 6 | 4| @ | 6,420 AGHV4 4 12 60 8 4 o 3,530
AGRERS8R0.5| 8 | 05 |20 | 65| 10 | 4 | @ | 7,090 AGHV5 5 15 60 8 4 o 3,730
AGRERS8R1| 8 1 20| 65| 10 | 4 | @ | 7,09 AGHV6 6 15 60 8 4 o 3,830
AGRERS10R1 | 10 1 25| 75| 10 | 4 | @ | 7,910 AGHV7 7 20 65 10 4 @ 3,930
AGRERS10R15| 10| 15 |25 | 75| 10 | 4 | @ | 7,910 AGHV8 8 20 65 10 4 @ 4,060
AGRERS10R2 | 10 2 |25 75| 10 | 4 | @ | 7,910 AGHV9 9 25 75 12 4 @ 4,680
AGRERS12R1 | 12 1 |3 | 8| 12 | 4 | @ 10,100 AGHV10 10 25 75 12 4 o 4,930
AGRERS12R1.5| 12| 15 |30 | 80| 12 | 4 | @ (10,100 AGHV11 11 30 80 12 4 [ ] 5,480
AGRERS12R2 | 12 2 |3 | 8| 12 | 4 | @ |10,100 AGHV12 12 30 80 12 4 o 5,870
AGRERS16R2 | 16 2 140 | 95| 16 | 4 | @ |12,200 AGHV13 13 35 90 16 4 (] 6,830
AGRERS16R25| 16 | 25 |40 | 95| 16 | 4 | @ (12,200 AGHV14 14 35 90 16 4 @ 7,380
AGRERS16R3 | 16 3 40| 95| 16 | 4 | @ |12,200 AGHV15 15 40 95 16 4 o 7,920
AGRERS16R4 | 16 4 |40 | 95| 16 | 4 | @ (12,200 AGHV16 16 40 95 16 4 @ 8,330
AGRERS20R2.5| 20 | 25 |45 [110| 20 | 4 | @ (14,600 AGHV17 17 40 | 105 20 4 o 9,280
AGRERS20R3 | 20 3 |45 110 20 | 4 | @ |14,600 AGHV18 18 40 | 105 20 4 o 9,730
AGRERS20R4 | 20 4 | 45 /110 20 | 4 | @ |14,600 AGHV19 19 45 | 110 20 4 @® | 10,400
AGRERS25R2.5| 25 | 25 | 50 [120| 25 | 5 | @ (19,600 AGHV20 | 20 45 | 110 20 4 @ | 10,400
AGRERS20R3 | 25 3 |50 (120 25 | 5 | @ |19,600 AGHV21 21 45 | 110 20 4 @® | 12,900
AGRERS25R4 | 25 4 |50 (120 25 | 5 | @ |19,600 AGHV22 | 22 45 | 110 20 4 @® | 12,900
SHEFFAEF0.1mm AGHV23 | 23 50 | 120 25 4 @® | 14,600
espbitel AGHV24 | 24 | 50 [120 | 25 | 4 | @ 14,600
Tolerance of Shank Dia. AGHV25 | 25 50 | 120 25 4 @® | 14,600
BUh#A:30° ONFEGRIS REEERTT, AGHV26 | 26 50 | 120 25 4 ® | 15600
Helix angle @:Stocked Items
AGHV27 | 27 55 | 125 25 4 @® | 16,800
AGHV28 | 28 55 | 125 25 6 @® | 16,800
AGHV29 | 29 55 | 125 25 6 @® | 23,400
AGHV30 | 30 55 | 125 25 6 @® | 23,400
AGHV32 | 32 60 | 145 32 6 @® | 32,600
AGHV35 | 35 60 | 145 32 6 @® | 40,600
AGHV40 | 40 65 | 150 32 6 @ | 49,200
AGHV45 | 45 70 | 160 32 6 @® | 59,900
AGHV45X42 | 45 70 | 160 42 6 @® | 59,900
AGHV50 | 50 70 | 160 32 6 @® 68,700
AGHV50X42 | 50 70 | 160 42 6 @® 68,700
e
3 [+0.025~0 | BUnA:30°
3 6 +0.030~0 Helix angle
6 10 +0.036~0
10 18 +0.043~0 @D SEEEERTT,
18 30 +0.052~0 @:Stocked Items
30 +0.062~0




AGEJL ANE—-OVY

AG-mill HEAVY Long

LIST6404

BAGT (Unit) :mm/F (yen)

AGE)L ANE— IFZAM5OVY

AG-mill HEAVY Extra Long

BAiT (Unit) :mm/F (yen)

sz | 9 | 28 [voor| o8| =% | szme NE | IE | 28 o8| I8 | GE |SEME
Code No. D VA L d N Stock Price Code No. D VA L d N Stock | Price
AGLHV3 | 3 | 15| 60 6 | 4| @ | 3970 AGELHV3 3| 20| 70| 6| 4 | O] —
AGLHV4 | 4 | 20| 60 8 | 4| @ | 4180 AGELHV4 4| 25| 70 6| 4 | O] —
AGLHV5 | 5 | 25| 65 8 | 4| @ | 4390 AGELHV5 5 3| 70| 6| 4 | O] —
AGLHV6 | 6 | 25| 65 8 | 4| @ | 4460 AGELHV6 6| 30| 70| 6| 4 | O] —
AGLHVZ | 7| 35| 80| 10 | 4 | @ | 459 AGELHV7 7] 40| 8| 8| 4 | O] —
AGLHV8 | 8 | 35| 80| 10 | 4 | @ | 4720 AGELHVS 8| 40| 8| 8 | 4 | O | —
AGLHV9 | 9 | 45| 95| 12 | 4 | @ | 5030 AGELHV9 9| 55105 10 | 4 | O] —
AGLHV10| 10 | 45| 95| 12 | 4 | @ | 5,400 AGELHV10 | 10 | 55 | 105 | 10 | 4 | O | —
AGLHVi1| 11 | 55| 105 | 12 | 4 | @ | 6,060 AGELHV11 | 11 | 65| 120 | 12 | 4 | O | —
AGLHVi2| 12 | 55| 105 | 12 | 4 | @ | 6,850 AGELHVI2 | 12 | 65| 120 | 12 | 4 | O | —
AGLHV13| 13 | 55| 110 | 16 | 4 | @ | 7670 AGELHV13 | 13 | 65| 125 | 16 | 4 | [ | —
AGLHVi4| 14 | 55| 110 | 16 | 4 | @ | 8670 AGELHV14 | 14 | 65| 125 | 16 | 4 | O | —
AGLHVi5| 15 | 65| 120 | 16 | 4 | @ | 9,290 AGELHVi5 | 15 | 80 | 140 | 16 | 4 | O | —
AGLHV16| 16 | 65| 120 | 16 | 4 | @ | 10,300 AGELHV16 | 16 | 80| 140 | 16 | 4 | O | —
AGLHV17| 17 | 65| 130 | 20 | 4 | @ | 11,800 AGELHV18 | 18 | 80 | 145 | 20 | 4 | O | —
AGLHV18| 18 | 65| 130 | 20 | 4 | @ | 12400 AGELHV20 | 20 | 100 | 165 | 20 | 4 | O | —
AGLHV19| 19 | 75| 140 | 20 | 4 | @ [ 13200 AGELHV22 | 22 | 100 | 165 | 20 | 4 | O | —
AGLHV20| 20 | 75| 140 | 20 | 4 | @ | 14,300 AGELHV24 | 24 | 150 | 220 | 25 | 4 | O | —
AGLHV22| 22 | 75| 140 | 20 | 4 | @ [ 17,000 AGELHV25 | 25 | 150 | 220 | 25 | 4 | [0 | —
AGLHV25| 25 | 90| 160 | 25 | 4 | @ | 20,000 AGELHV28 | 28 | 150 | 220 | 25 | 4 | O | —
AGLHV28| 28 | 90| 160 | 25 | 6 | @ | 23,400 AGELHV30X150, 30 | 150 | 235 | 32 | 4 | [ | —
AGLHV30| 30 | 90| 160 | 25 | 6 | @ | 26,900 AGELHV30X200] 30 | 200 | 285 | 32 | 4 | OO0 | —
AGLHV32| 32 | 105|190 | 32 | 6 | @ | 32,800 AGELHV32X150| 32 | 150 | 235 | 32 | 6 | O | —
AGLHV35| 35 | 105|190 | 32 | 6 | @ | 40,800 AGELHV32X200| 32 | 200 | 285 | 32 | 6 | O | —
AGLHV40| 40 | 125|210 | 32 | 6 | @ | 53,900 AGELHV35X150, 35 | 150 | 235 | 32 | 6 | [0 | —
AGLHV45| 45 | 145|230 | 32 | 6 | @ | 66,700 AGELHV35X200] 35 | 200 | 285 | 32 | 6 | O | —
AGLHVASX42| 45 | 145 | 230 | 42 | 6 | @ | 66,700 AGELHV38X150| 38 | 150 | 235 | 32 | 6 | [0 | —
AGLHV50| 50 | 145|230 | 32 | 6 | @ | 85800 AGELHV38X200] 38 | 200 | 285 | 32 | 6 | [0 | —
AGLHVS0X42| 50 | 145 | 230 | 42 | 6 | @ | 85,800 AGELHV40X150| 40 | 150 | 235 | 42 | 6 | [ | —
S TBHEENT AGELHV40X200] 40 | 200 | 285 | 42 | 6 | O | —
Tolerance of Shank Dia ‘ AGELHV40X250| 40 | 250 | 340 | 42 | 6 | [ | —
At SO MALRETT.  [AGELHVASX200| 45 | 200 | 200 | 42 | 6 | O | —
AGELHV45X250| 45 | 250 | 340 | 42 | 6 | [0 | —
AGELHV50X200] 50 | 200 | 290 | 42 | 6 | [0 | —
AGELHV50X250, 50 | 250 | 340 | 42 | 6 | [1 | —
AGELHV50X300| 50 | 300 | 390 | 42 | 6 | O | —
EFBEIFAGHVERIL

Tolerance of Mill Dia. is the same as AGHV

DA URRFRENT

Tolerance of Shank Dia.

BN 30"
Helix angle

ORFEREEEERTT,

[I:Available for Japan customers only




‘ T.l'ifﬁ Stocked Sizes

AG=L28H
AG-mill Two Flutes BT (Unit) :mm/F (yen)
TN sz | UE | 2F | oo | wE | 2EEE
m E‘B Code No. D L L d Stock |  Price
Co N 49 | 10 | 60 8 ® | 3,080
5 10 | 60 8 ® | 2370
51 | 12 | 60 8 ® | 3,080
¢¢ 1 52 | 12 | 60 8 | ® | 3080
PR T 53 | 12 | 60 8 | @ | 3080
LIST6490 M Unit A (yen) >4 | 12 | 60 5 1@ | 3080
RS 2E | sroi | wE | sEmE 55 | 12 | 60 8 ® 2370
Code No. L d Stock Price 5.6 12 60 8 ( } 3,080
50 6 ® | 3,09 57 | 12 | 60 8 ® | 3,080
. 5| 50 6 ® | 4010 58 | 12 | 60 8 ® | 3,080
. 5| 50 6 ® | 4010 59 | 12 | 60 8 ® | 3,080
. 50 6 ® | 4010 6 12 | 60 8 ® | 2370
. 50 6 | ® | 4010 61 | 14 | 65 8 | @ | 3080
. 50 6 ® | 289 62 | 14 | 65 8 ® | 3,080
6| 35| 50 6 | ® | 3750 63 | 14 | 65 8 | @ | 3080
. 5| 50 6 ® | 375 64 | 14 | 65 8 ® | 3,080
. 50 6 ® | 3750 65 | 14 | 65 10 ® | 25%
. 50 6 ® | 375 66 | 14 | 65 10 ® | 3360
50 6 ® | 2740 67 | 14 | 65 10 ® | 3360
. 5| 50 6 ® | 3560 68 | 14 | 65 10 ® | 3360
. . 50 6 ® | 3560 6.9 | 14 | 65 10 ® | 3360
. 50 6 ® | 3560 7 14 | 65 10 ® | 2590
. 50 6 | ® | 3560 74 14 | 65 | 10 | @ | 3360
. 50 6 ® | 2700 72 | 14 | 65 10 ® | 3360
6| 55| 50 6 | ® | 3510 73 | 14 | 65| 10 | @ | 3360
. 5] 50 6 ® | 3510 74 | 14 | 65 10 ® | 3360
. 50 6 ® | 3510 75 | 14 | 65 10 ® | 25%
. 50 6 ® | 3510 76 | 14 | 65 10 ® | 3360
50 6 | @ | 2370 77 | 14 | 65 | 10 | @ | 3360
. 5| 50 6 ® | 3,080 78 | 14 | 65 10 ® | 3360
. 5| 50 6 ® | 3,080 79 | 14 | 65 10 ® | 3360
. 50 6 ® | 3,080 8 14 | 65 10 ® | 2590
. 50 6 ® | 3,080 81 | 18 | 70 10 ® | 3360
. 60 8 ® | 2370 82 | 18 | 70 10 ® | 3360
. 60 8 ® | 3,080 83 | 18 | 70 10 ® | 3360
. 60 8 ® | 3,080 84 | 18 | 70 10 ® | 3360
. 60 8 | ® | 3080 85 | 18 | 70 | 10 | @ | 3,020
. 60 8 ® | 3,080 86 | 18 | 70 10 ® | 3920
60 8 ® | 2370 87 | 18 | 70 10 ® | 3920
. 60 8 ® | 3,080 88 | 18 | 70 10 ® | 3920
. 60 8 | @ | 3080 89 | 18 | 70 | 10 | @ | 3920
. 60 8 ® | 3,080 9 18 | 70 10 ® | 3,020
. 60 8 ® | 3,080 91 | 18 | 70 10 ® | 3920
. 60 8 ® | 2370 92 | 18 | 70 10 ® | 3920
. 60 8 ® | 3,080 93 | 18 | 70 10 ® | 3920
60 8 ® | 3,080 94 | 18 | 70 10 ® | 3920
2AGE4.8 48 [10 60 8 ® | 3,080 2AGE9.5 95 | 18 | 70 10 ® | 3,020




BAGT (Unit) :mm/M (yen) BA7 (Unit):mm/M (yen)
TR sz | UE | 28 | o | TE | SEmE TR iz | UE | 2 | S o | EE | SEEE
Code No. D 2 L d Stock Price Code No. D L L d Stock | Price
96| 18 | 70| 10 | @ | 3920 195| 40 | 110 20 | @ | 11,300
97| 18 | 70 10 ® | 3920 20 | 40 | 110 | 20 ® | 8310
98| 18 | 70| 10 ® | 3920 21 | 45 | 110 | 20 @ | 10,100
99| 18 | 70 10 ® | 3920 22 | 45 | 110 | 20 ® | 10,100
10 18 | 70 10 ® | 3020 23 | 50 | 120 | 25 ® | 11,700
101 | 22 | 80 12 ® | 5240 24 | 50 | 120 | 25 ® | 11,700
102 | 22 | 80 12 ® | 5240 25 | 50 | 120 | 25 ® | 11,700
103 | 22 | 80 12 ® | 5240 26 | 50 | 120 | 25 ® | 12,900
104 | 22 | 80 12 ® | 5240 27 | 55 | 125 | 25 ® | 15300
105 | 22 | 80 12 ® | 5240 28 | 55 | 125 | 25 ® | 15300
106 22| 80| 12 | @ | 5240 20 | 55 | 125| 25 | @ | 18,700
107 | 22 | 80 12 ® | 5240 30 | 55 | 125 | 25 ® | 18,700
108 22| 80| 12 | @ | 5240 31 | 60 | 145 | 32 | @ | 23500
109 | 22 | 80 12 ® | 5240 32 | 60 | 145 | 32 ® | 23500
11 22 | 80 12 ® | 3389 33 | 60 | 145 | 32 ® | 26,500
11| 22 | 80 12 ® | 5240 34 | 60 | 145 | 32 ® | 26,500
112] 22 | 80 12 ® | 5240 35 | 60 | 145 | 32 ® | 26,500
13| 22 | 80 12 ® | 5240 36 | 60 | 145 | 32 ® | 30,500
114 | 22 | 80 12 ® | 5240 37 | 65 | 150 | 32 ® | 32,3800
115 22 | 80 12 ® | 5240 38 | 65 | 150 | 32 ® | 32,800
16| 22 | 80| 12 | @ | 5240 39 | 65 | 150 | 32 | @ | 38,000
117 22 | 80 12 ® | 5240 40 | 65 | 150 | 32 ® | 38,000
18| 22| 80| 12 | @ | 5240 42 |65 [ 150 | 32 | @ | 44,200
119 | 22 | 80 12 ® | 5240 42 | 65 | 155 | 42 ® | 44200
12 | 22 | 80 12 ® | 3389 45 | 70 | 155 | 32 ® | 53,300
121 | 26 | 90 16 ® | 649 45 | 70 | 160 | 42 ® | 53,300
122 26 | 90 | 16 | @ | 6490 48 | 70 | 155 | 32 | @ | 56,400
123 | 26 90 16 o 6,490 48 70 | 160 42 @® | 56,400
124 | 26 | 90 16 ® | 6,49 50 | 70 | 155 | 32 ® | 61,800
125 | 26 | 90 16 ® | 649 50 | 70 | 160 | 42 ® | 61,800
126 | 26 | 90 16 ® | 6,490
127 | 26 | 90 16 ® | 6,49
128 | 26 | 90 16 ® | 649
129 | 26 | 90 16 ® | 649
13 | 26 | 90 16 ® | 4810
135 | 26 | 90 16 ® | 649
14 | 26 | 90 16 ® | 4810
145 30 | 95| 16 ® | 7210
15 | 30 | 95 16 ® | 5340
155 | 30 | 95| 16 ® | 7810
16 | 30 | 95 16 ® | 5780
165 | 35 | 105 | 20 ® | 9340
17 | 35 | 105 | 20 ® | 692 .
175| 35 | 105 | 20 | @ | 9,340 T e
= 5] £ Tolerance of Shank Dia.
18 | 3 [105| 20 | @ | 6,920 &#7 poove LIT Upto  Toleranco [N
185 | 40 | 110 | 20 ® | 11,300 10 10~—0.02 | g ange
2AGE19 19 40 110 20 ® 8.310 10 30 O::0025 .@?ﬁ%ti}%ﬁﬁfﬁ%’(ﬁ'c
’ 30 0 0.03 @:Stocked ltems
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‘ T."ifﬁ Stocked Sizes

AGE)L2d OvI

AG=L2¥H

=7

AG-mill Two Flutes Medium

—y m—

147 L

MW&E

— —

LIST6492

o
L

L

¢d

BT (Unit) :mm/F (yen)

[l o=
Code No.

2AGEM1

2AGEM2

2AGEM3

2AGEM4

2AGEM5

2AGEM6

2AGEM7

2AGEMS8

2AGEM9

2AGEM10

2AGEM12

2AGEM14

2AGEM16

2AGEM18

2AGEM20

VR | &R | v 0 | EE | SEfME
A L d Stock Price
3 50 6 o 3,090
4.5 50 6 o 2,890
7 50 6 o 2,740
7 50 6 o 2,700
9 50 6 o 2,370

12 60 8 o 2,370

12 60 8 o 2,370

15 60 8 o 2,370

15 60 8 o 2,370

15 60 8 o 2,370

15 60 8 o 2,370

20 65 10 o 2,590

20 65 10 o 2,590

20 65 10 o 2,590

20 65 10 o 2,590

25 75 10 () 3,020

25 75 10 o 3,020

25 75 10 () 3,020

25 75 10 [ 3,020

30 80 12 @ 3,890

30 80 12 o 3,890

85| 90 16 [ ) 4,810

35 90 16 o 4,810

40 95 16 @ 5,340

40 95 16 o 5,780

40 105 20 [ 6,920

40 105 20 o 6,920

45 110 20 [ ) 8,310

20 45 110 20 o 8,310

4}4Z Dia.of Mill

%#BZ Above LI Upto
10

BT (Unit):mm

s
Tolerance

0~—0.02

S URREINT
Tolerance of Shank Dia.
falhf:30°

10 20

0~—0.025

Helix angle

Q@NEMIT NEEEERTY,
@:Stocked Items

AG-mill Two Flutes Long

M&E

o

A e

L

¢d

L

LIST6494 BAT (Unit) :mm/F (yen)
RIS NE | 28 |vror | w8 | s2me
Code No. yA L d Stock Price

15 | 60 6 ® | 2830

20 | 60 8 | @ | 2830

25 | 65 8 ® | 2830

25 | 65 8 | @ | 2830
35 | 80| 10 @ | 3280
35| 80| 10 ® | 3280
45 | 95| 10 @ | 3670
45 | 95 | 10 @ | 3670
55 | 105 | 12 ® | 4530
55 | 105 | 12 | @ | 4530
55 | 110 | 16 ® | 5830
55 110 | 16 | @ | 5830
65 | 120 | 16 ® | 6450
65 120 | 16 | @ | 7,180
65 | 130 | 20 ® | 8750
65 | 130 | 20 @ | 8750
75 | 140 | 20 ® | 10,100
75 | 140 | 20 @ | 10,100
75 | 140 | 20 ® | 12,800
75 | 140 | 20 @ | 12,800
9 | 160 | 25 @ | 15800
90 | 160 | 25 | @ | 15800
9 | 160 | 25 @ | 15800
90 | 160 | 25 | @ | 17,500
9 | 160 | 25 @ | 20,800
90 | 160 | 25 | @ | 20,800
9 | 160 | 25 @ | 25000
90 | 160 | 25 | @ | 25000
105 | 190 | 32 @ | 30,600
105 [ 190 | 32 | @ | 30,600
105 | 190 | 32 @ | 38,000
105 [ 190 | 32 | @ | 38,000
105 | 190 | 32 @ | 38,000
105 [ 190 | 32 | @ | 40,300
125 | 210 | 32 @ | 45,000
125 [ 210 | 32 | @ | 45000
125 | 210 | 32 @ | 52,800
125 [ 210 | 32 | @ | 52800
BT (Unit) :mm S
#% Dia.of Mi . YRR E!
e HTwo v [
10 30 [0~—o005] "
30 0~=003 | gonedreoms "

11



AGZ L4 H

AG-mill Four Flutes

@ E‘E BAGZ (Unit) :mm/M (yen)
Co I (7 RS HE | AR | &8 | JvoR | BB | SEER
Code No. D L L d Stock |  Price
E 185 | 45 | 110 20 ® | 12,400
19 | 45 [ 110 | 20 ® | 9150
\“g\s== 195| 45 | 110 | 20 | @ | 12,400
] 4d 20 45 | 110 20 ® | 9,150
LISTE496 BAAT (Unit) :mm/F (yen) - 45 10 20 ® 11,100
RS HE | UE | 28 | vovR | EE | S 22 | 45 |10 20 | e
Code No. D | £ L d Stock | Price 23 | 50 | 120 | 25 ® | 12,900
25| 7 | 50 6 ® | 2980 24 | 50 | 120 | 25 ® | 12,900
3 9 | 50 6 ® | 2620 25 50 | 120 25 ® | 12,900
35| 12 | 60 8 ® | 2620 26 | 50 | 120 | 25 ® | 14,200
4 12 60 8 ® | 2620 27 55 | 125 25 ® | 16,800
45| 15 | 60 8 ® | 2620 28 | 55 | 125 | 25 ® | 16,800
5 15 | 60 8 ® | 2620 29 55 | 125 25 @® | 20,600
55| 15 | 60 8 ® | 2620 30 | 55 [ 125 | 25 ® | 20,600
6 15 60 8 ® | 2620 31 60 | 145 32 @® | 253800
65| 20 | 65| 10 ® | 23860 32 | 60 | 145 | 32 ® | 25300
7 20 | 65 10 ® | 2860 33 60 | 145 32 @® | 29,100
75| 20 | 65 10 ® | 2860 34 | 60 | 145 | 32 ® | 29,100
8 20 | 65 10 ® | 2860 35 60 | 145 32 ® | 29,100
85| 25 | 75| 10 ® | 3330 36 | 60 | 145 | 32 ® | 33,300
9 25 | 75 10 ® | 3330 37 65 | 150 32 @® | 353800
95|25 | 75| 10 ® | 3330 38 | 65 | 150 | 32 ® | 35800
10 25 | 75 10 ® | 3,330 39 65 | 150 32 ® | 41,500
105 | 30 | 80 12 ® | 5770 40 65 | 150 32 ® | 41500
11 30 80 12 () 4,270 42 65 | 150 32 ® | 47,100
115 | 30 | 80 12 ® | 5770 42 | 65 | 155 | 42 ® | 47,100
12 30 80 12 ® | 4270 45 70 | 155 32 @® | 58,000
125 ] 35 | 90 16 ® | 7150 45 | 70 [ 160 | 42 ® | 58,000
13 35 | 90 16 ® | 5300 48 70 | 155 32 @® | 62,100
135 ] 35 | 90 16 ® | 7150 48 | 70 | 160 | 42 ® | 62,100
14 35 | 90 16 ® | 5300 50 70 | 155 32 ® | 69,600
145 | 40 | 95 16 ® | 7,950 50 | 70 | 160 | 42 ® | 69,600
15 | 40 | 95 16 ® | 58% W (Ut ]
16 40 95 16 ( J 6,360 Iﬁ;?i;g
165 | 40 | 105 | 20 ® | 10,300 o
17 40 105 20 ( } 7,620 @:Stocked Items
175 | 40 | 105 | 20 ® | 10,300
18 | 40 | 105 | 20 ® | 7620

12



‘ T.l'ifﬁ Stocked Sizes

AGE4¥A OVY
olETe

AG-mill Four Flutes Long

I3 ¢d ‘
L

LIST6498

BAGT (Unit) :mm/M (yen)

AG=)L K=

AG-mill Ball

¢d'

LIST6420 BAL (Unit) :mm/F (yen)

HRES WE | &F |vrork | uE | 2EMHE fr:—»% sne | uE | 28 [svoor| wE | s2mis
Code No. L L d Stock Price Code No. R D L L d Stock | Price
15 | 60 6 ® | 3120 2AGRE05 | 05 | 1| 2| 55| 6 | @ | 5470
20 | 60 8 ® | 3120 2AGRE1 1 2| 4] 60| 6 | @] 4770
25 | 65 8 ® | 3120 2AGRE15 | 15| 3| 6| 70 6 | @ | 4770
25 | 65 8 ® | 3120 2AGRE2 2 4] 8] 80 6 | @ | 4770
35 80| 10 ® | 3610 2AGRE25 | 25| 5| 10| 80| 6 | @ | 4,960
85| 80| 10 ® | 3610 2AGRE3 3 6 12| 90| 6 | @ | 4960
45| 9% | 10 | @ | 4030 oAGRE35 | 35 | 7 | 14 |100| 6 | @ | 5550
45| 95| 10 | @ | 4030 2AGRE4 4 816 |100| 8 | @ | 5550
Bl 12 8 40 GAEas | 45 | 9|16 10| & | @ | 66m0
55 | 110 16 ° 6:420 2AGRE5 5 10 | 20 | 110 10 o 6,670
= | | 5 ST i 2AGRE55 | 55 | 11 | 22 |120| 10 | @ | 8,180
65 | 120 16 ) 7.090 2AGRE6 6 12 | 24 | 120 12 o 8,180
65 120 | 16 ® | 792 2AGRE65 | 65 | 13 | 26 | 140 | 12 | @ 10,100
65 | 130 | 20 ® 9640 2AGRE? 7 14 | 28 [ 140 | 12 | @ [10,100
65 | 130 | 20 ® | 9640 2AGRE75 | 75 | 15 | 30 | 150 | 16 | @ |12,500
75 | 140 20 ® | 11,100 2AGRES 8 16 | 32 | 150 | 16 @® | 12,500
75 | 140 | 20 ® | 11,100 2AGRE9 9 18 | 36 | 150 | 16 | @ | 14,400
75| 140 | 20 @ | 14,100 2AGRE10 | 10 20 | 40 [160| 20 | @ [17,200
75 | 140 | 20 ® | 14,100 2AGRE12.5| 125 | 25 | 50 | 180 | 25 | @ |22,600
90 | 160 | 25 @ | 17,400 £ (Unit)mm
9 | 160 | 25 | @ | 17,400 [ EE e St
Tolerance of Shank Dia.
9 | 160 | 25 @ | 17,400 512 D R a0
90 | 160 25 @® | 19,200 0~—0.02 +0.02~—0.01 | Helix angle
90 | 160 25 ® | 22,800 @D EEEFERTT,
20 160 o5 ) 22800 @:Stocked ltems
9 | 160 | 25 ® | 27,500
9 | 160 | 25 ® | 27,500
105 | 190 | 32 @ | 33,700
105 | 190 | 32 @® | 33,700
105 | 190 | 32 ® | 42,000
105 | 190 | 32 @ | 42,000
105 | 190 | 32 @ | 44,300
105 | 190 | 32 ® | 44,300
125 | 210 | 32 @ | 49,500
125 | 210 | 32 @® | 49,500
125 | 210 | 32 @ | 58,100
125 | 210 | 32 @ | 53100

BT (Unit) :mm . )
914% Dia.of Mil Srovz S URIBENT
%#B% Above LT Upto Tolerance Tolerance of Shank Dia.
UhE:30°
Helix angle
;g 30 gN_g'ggs ORI IBEFERTT
o @:Stocked Items
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‘ Eﬁﬂ]‘ﬁ“%ﬁ: Standard Milling Conditions

SV 3745 Ya—h _ AG-mill Roughing Short
y\cl =S50 e | o BV bs B VE -k b Vs b &4 Ll JIll AG-mill Roughing Regular Length Short
R e (=i . ~ V| ==e =t DITRIVAME
. BEHM SS e~ Y428 SKD MEASE ik P i i
wokMaerd g S.C gomiNAkroM ATVZE SUS  FrUAS FC.FCD i D2 oMl
plEIESES Structural Steels Alloy Steels Mold Steels Nickel Alloys Cast Irons Aluminum Alloys

Milling Carbon Steels Pre-Hardened Steels Stainless Steels Titanium Alloys Copper Alloys BMLOBE
Conditions Nonferrous Alloys Grooving Milling
SR [CERE | EXDRE | [OEH | EDRERE | DR [XDEE | OEH | EDEE | OEs | XDEE | EEHl | EDERE

= (mrp) Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed

Dia.of Mill (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)

6 2100 | 260 1600 180 1300 100 1100 75 2400 320 | 4500 | 1200
8 1600 | 280 1200 190 1000 120 800 80 1800 340 | 3400 | 1300
10 1300 | 280 960 190 800 120 640 80 1400 340 | 2700 | 1300
12 1100 | 280 800 190 660 120 530 84 1200 340 | 2300 | 1300

flEMIOHE

5 850 280 640 190 530 120 420 84 960 340 | 1800 | 1300 Side Miling
20 640 260 480 180 400 110 320 78 720 340 | 1400 | 1300
25 510 290 380 200 320 130 250 87 570 390 | 1100 | 1400
30 420 260 320 180 270 110 210 78 480 360 900 | 1300
40 320 170 240 110 200 74 160 51 360 230 680 840
50 250 110 190 71 160 46 130 32 290 150 540 520

:\cl2{5\ Vg \c I | ForLs B Fo Nl AG-mill Roughing Medium

. = =~ ST LRI LA
wiana  TERR S5 Ty SOE SO EmE s | TSI R
e mRsl SC O gOMNAKHPM ATYLA#E SUs  FoyvAas FC.FCD Bririaict '

ey , s . :

tIH Structural Steels Alloy Steels Mold Steels Nickel Alloys Cast Irons Aluminum Alloys ENTOEE

Millin, Carbon Steels Pre-Hardened Steels Stainless Steels Titanium Alloys Copper Alloys gin
Conditigns Nonferrous Alloys Grooving Milling

[=F7ij]

P [EERE | EDRE | [EH | EXDERE | EERE [XDEE | [EH | EDEE | OEs | XDEE | EEH | EDERE
fz (mrﬁ) Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Dia.of Mill (min-t) | (mm/min) | (min) | (mm/min) | (min-Y) | (mm/min) | (min) | (mm/min) | (min-t) | (mm/min) | (min!) | (mm/min)

6 2100 180 1600 120 1300 75 1100 50 2400 220 4500 800
8 1600 200 1200 130 1000 80 800 55 1800 240 3400 900
10 1300 200 960 130 800 80 640 59 1400 240 2700 900
12 1100 200 800 130 660 86 530 59 1200 240 2300 920

15 850 200 640 130 530 86 420 59 960 240 1800 920 E:J‘Eﬂ'e'ﬁ?ﬁg
20 640 180 480 120 400 81 320 55 720 240 1400 890
25 510 190 380 130 320 85 250 58 570 260 1100 950
30 420 170 320 120 270 76 210 52 480 240 900 860
40 320 110 240 76 200 49 160 34 360 150 680 560
50 250 71 190 48 160 31 130 21 290 100 540 350

1) RZIIT (L7 T O—%H#38) DB EBEEHER)EEETNETRT0%ICL TSN,

2) 7= LUIREN P R BN RE T REXE RRICISU THIHIRFEERL TSN,
3) A7 L ZEN T T35 EET Ty TIMIL TS,

4) fHEE SR F2ARICITKBEETHARIOERESTTOLET,

1) In dry milling(recommend air blow),reduce the rotation and feed to 70% of table values.

2) Adjust milling condition when unusual vibration,different sound occur by cutting.

3) Use in wet condition in case of Stainless Steels.
4) Recommend use of non water soluble cutting fluid to Nickel Alloys, Titanium Alloys.
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‘ Eﬁﬂ]ﬁ“%‘# Standard Milling Conditions

/\cls = g \c | = Fo/ks Bl u WA/l AG-mill Roughing Long

[=E= ]

: =—npae DEDLEVL G
W:ﬁﬁl‘]:tgrial WEME SS )\ _romg _YIRE SKD SR Hix Wl]}ﬁ_g'jé\ SE Fovih
PR SC  goMNAKHPM ATYVULZE SUs FHVER FC.FCD FSoE

I ESE Structural Steels Alloy Steels Mold Steels Nickel Alloys Cast Irons Aluminum Alloys

Milling Carbon Steels Pre-Hardened Steels Stainless Steels Titanium Alloys Copper Alloys
Conditions Nonferrous Alloys
— N N < — N N — S N &
s EEEE | EO®E | EERM | X0RE | EER | E0EE | BEN | X0RE | EER | E0RE | BES | Z0EE oyt
.11 (mrf‘) Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Dia.of Mill (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)

6 2100 130 | 1600 90 1300 60 1100 40 2400 170 4500 650
8 1600 150 | 1200 100 1000 65 800 45 1800 180 3400 700
10 1300 150 960 100 800 65 640 45 1400 180 2700 700
12 1100 150 800 100 660 65 530 45 1200 180 2300 700

15 850 150 640 100 530 66 420 45 960 180 1800 700
20 640 140 480 95 400 61 320 42 720 180 1400 670
25 510 150 380 98 320 64 250 44 570 200 1100 710
30 420 130 320 88 270 57 210 39 480 180 900 650
40 320 85 240 57 200 37 160 25 360 120 680 420
50 250 53 190 36 160 23 130 16 290 73 540 260

2~ 8°) ¢ 3 AG-mill Roughing Long Shank SX Type
A ML M-I ¢ A AG-mill Roughing Long Shank SLX Type

AGREX/AG=EI 571429 OYI9Y%
7-.

AGREU/AG=IL 57477 OV

| ] FIVE=ILE D:I> FI4ME
w*ﬁjﬁ-u WEMM SS 5\ —pugg _YIAE SKD MFEE i ‘ }b'ﬁfé OE oy
e PR SC  gCuNAKHPM ATYLZE SUs  Frva® FC.FCD el

PIEIESE Structural Steels Alloy Steels Mold Steels Nickel Alloys Cast Irons Aluminum Alloys

A&

Milling Carbon Steels Pre-Hardened Steels Stainless Steels Titanium Alloys Copper Alloys
Conditions Nonferrous Alloys
. = N . = N . — [V TOHs
s1E B | XD | O | EORE | DR | E0RE | DI | X0%E | OIS | E0RE | RN | E0RE s
.11 (mT) Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Dia.of Mill (min) [ (mm/min) | (min) [ (mm/min) [ (min?) | (mm/min) | (min) | (mm/min) | (min?) | (mm/min) | (min) | (mm/min)

16 800 130 600 90 500 58 400 40 900 170 | 1700 620
20 640 130 480 86 400 56 320 38 720 170 | 1400 610

25 510 150 380 98 320 64 250 44 570 200 1100 710
30 420 130 320 88 270 57 210 39 480 180 900 650
35 360 120 270 79 230 51 180 35 410 160 770 580

40 320 85 240 57 200 37 160 25 360 120 680 420
50 250 53 190 36 160 23 130 16 290 73 540 260

AGRERS-R/AG=EI)) 57145 SI7 R PNzl ieNsECINE

HHlEE . [=E= ] ; PN V| S m | DT RILSME

Work Material ﬁmﬁﬁiﬂ SS TUIN—RV$ g:{zm SKD m?{":ﬁ i fas Dia.of Mill
i S-C ATVUA# SUS FIVER FC.FCD
SCM,NAK,HPM TR p N

wﬁu%{* Structural Steels Alloy Steels Mold Steels Nickel Alloys Cast Irons Aluminum Alloys éﬂiﬁ? ’T)Imin

Milling Carbon Steels Pre-Hardened Steels Stainless Steels Titanium Alloys Copper Alloys 9 9
Conditions Nonferrous Alloys
B O#EE | XDERE | [ | EXDEE | B | EDFRE | DEH | XDEE | [OEH | XDERE | BEH | EDEE

.11 (mm) Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed

Dia.of Mill (min't) | (mm/min) | (min!) | (mm/min) | (min't) | (mm/min) | (min)) | (mm/min) | (mint) | (mm/min) | (min1) | (mm/min)

6 2100 260 1600 180 1300 100 1100 75 2400 320 | 4500 | 1200
8 1600 280 1200 190 1000 120 800 80 1800 340 | 3400 | 1300
10 1300 280 960 190 800 120 640 80 1400 340 | 2700 | 1300

AENLOBE
12 1100 280 800 190 660 120 530 84 1200 340 | 2300 | 1300 Side Miling
15 850 280 640 190 530 120 420 84 960 340 1800 | 1300
20 640 260 480 180 400 110 320 78 720 340 1400 | 1300
25 510 290 380 200 320 130 250 87 570 390 1100 | 1400

1) SLXFE D& 1% ) IREE80%ICL T ALY,

2)RZAINI (T7TO—%H#32) DIFERFEEHEBER)REEZNZThT0%ICL T,

3) 7= IS SUIREIP BB A RE T X RRIICU THIHIRSEERL TSN,
4) A7 UL Z$EN T 35 ST Ty CITILTLAZE,

5) M#AEE. FE2 AR ICBRKBEYEAFROERELTITOLET,

1)

2)

3)

4)

5)

When using SLX Type, reduce the feed to 80% of table values.

In dry milling(recommend air blow), reduce the rotation and feed to 70% of table values.
Adjust milling condition when unusual vibration, different sound occur by cutting.

Use in wet condition in case of Stainless Steels.

Recommend use of non water soluble cutting fluid to Nickel Alloys, Titanium Alloys.
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VXc] o\ \c i) TN <4l AG-mill HEAVY

A . GE= 1 : - PIE=ULES
Work Material E’EFH%E SS TUIN—R$H g:rxﬁﬁ SKD mﬁé}iﬁ X b=t =
R®#E SC  gOvNAKHPM A7VLAE SUs  Fyvas FC.FGD sorere
PUEES Structural Steels Alloy Steels Mold Steels Nickel Alloys Cast Irons Aluminum Alloys
Milling Carbon Steels Pre-Hardened Steels Stainless Steels Titanium Alloys Copper Alloys
Conditions Nonferrous Alloys
SR () O3 | XDEE | [EEE | EXDRE | BER | EDFRE | DEH | XDERE | [ | EXDEE | BEH | EDEE
,1 mr," Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Dia.of Mill (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
3 5000 290 3800 190 3200 130 2500 90 5800 770 | 10800 | 1320
5 3000 290 2300 190 1900 130 1600 90 3500 770 6500 | 1320
6 2500 290 1900 190 1600 130 1300 90 2900 790 5400 | 1320
8 1900 290 1400 190 1200 130 1000 90 2200 790 4100 | 1320
10 1500 300 1200 200 1000 130 800 90 1700 800 3200 | 1320
12 1250 290 1000 200 800 130 600 90 1400 790 2800 | 1320
15 1000 290 800 200 600 130 500 90 1200 790 2200 | 1320
20 750 260 600 180 500 120 400 80 900 740 1700 | 1320
25 600 220 500 150 400 90 300 60 700 580 1300 980
30 500 200 400 120 300 80 250 50 600 510 1100 860

L\ B o\ \C | RN <l w DA i AG-mill HEAVY Long

=kl

HHI

. SRl SS R~ S1A# SKD MH#SE Bk P
WorkMaterial 228 S-C Sg,\'j’,\\, A'K"ﬁﬁv, 2FULZ@ SUS  FovAR FC.FCD Eﬁ;ﬁﬁ
Wﬁu*# Structural Steels Alloy Steels Mold Steels Nickel Alloys Cast Irons Aluminum Alloys

Milling Carbon Steels Pre-Hardened Steels Stainless Steels Titanium Alloys Copper Alloys
Conditions Nonferrous Alloys
sz OERE | XORE | [EEE (XDEE | B | EDFRE | EEE | XDERE | [OEH | XDERE | [ | EDERE

,11 (""T‘) Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed

Dia.of Mill (minY) | (mm/min) [ (min?) | (mm/min) | (minY) | (mm/min) | (min?) | (mm/min) | (minY) | (mm/min) | (min?) | (mm/min)
3 5000 180 3800 120 3200 80 2500 50 5800 470 | 10800 | 840
5 3000 180 2300 120 1900 80 1600 50 3500 470 6500 | 840
6 2500 180 1900 120 1600 80 1300 50 2900 480 5400 | 840
8 1900 180 1400 120 1200 80 1000 50 2200 480 4100 | 840
10 1500 180 1200 120 1000 80 800 50 1700 490 3200 | 840
12 1250 180 1000 120 800 80 600 50 1400 480 2800 | 840
15 1000 180 800 120 600 80 500 50 1200 480 2200 | 800
20 750 160 600 110 500 70 400 50 900 460 1700 | 700
25 600 140 500 100 400 60 300 40 700 350 1300 | 600
30 500 120 400 90 300 60 250 40 600 300 1100 | 560

1) FZA T (T7 70— %H#2E) DB EIEEHEEEEEZNETNT70%ICL TS,

2) TR L IRENP P R E D RE T REXERIBITISU THHIRFEEEL TSN,
3) A7 UL ZASMEIM T T BB AT Ty TITILTLAEZEL,

4) AR F2ERICRTKEEYH AR OERESTTOLET,

1) In dry milling(recommend air blow),reduce the rotation and feed to 70% of table values.

g; Adjust milling condition when unusual vibration,different sound occur by cutting.

4)

Use in wet condition in case of Stainless Steels.
Recommend use of non water soluble cutting fluid to Nickel Alloys, Titanium Alloys.
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D:IRIVHHR
Dia.of Mill

BMIOBZE
Grooving Milling

REMIOBE
Side Miling

D:IXRILSHE
Dia.of Mill

BEMINHE
Side Milling




‘ Eﬁﬂ]ﬁ“%‘# Standard Milling Conditions

AGELHV/AG=EJL ANE-—

it S 8 -l b2 M AG-mill HEAVY Extra Long

I . =F= ] 2 - ZILSSULES MR
WorkMaterial  TBICFOSH SS o oy _FSAM SKD filREE ik PSSR Dig of Mil
wﬁu%ﬁ: Structural Steels Alloy Steels Mold Steels Nickel Alloys Cast Irons Aluminum Alloys

Milling Carbon Steels Pre-Hardened Steels Stainless Steels Titanium Alloys Copper Alloys
Conditions Nonferrous Alloys
sz EERM | XORE | DR | EO®E | DM |X0RE | DM | X0RE | RN | X0RE | DEN | X0RE Sevibg

,{I (mrT]) Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed

Dia.of Mill (min) | (mm/min) | (min!) | (mm/min) | (minD) | (mm/min) | (min) | (mm/min) | (mint) | (mm/min) [ (min!) | (mm/min)
3 5000 110 3800 75 3200 50 2500 32 5800 300 | 10800 | 500
5 3000 110 2300 75 1900 50 1600 32 3500 300 | 65600 | 500
6 2500 110 1900 75 1600 50 1300 32 2900 300 5400 | 500
8 1900 110 1400 75 1200 50 1000 32 2200 300 4100 | 500

10 1500 110 1200 75 1000 50 800 32 1700 300 3200 | 500
12 1250 110 1000 75 800 50 600 32 1400 300 2800 | 500
15 1000 110 800 75 600 50 500 32 1200 300 2200 | 500
20 750 100 600 70 500 45 400 32 900 290 1700 | 450
25 600 90 500 65 400 40 300 26 700 230 1300 | 400
30 500 80 400 60 300 40 250 26 600 200 1100 | 370
40 370 67 300 43 240 28 200 20 400 175 800 | 300
50 300 34 240 23 190 15 150 10 350 90 650 | 150

) RZIT (I770—%3#3%) OFEEEHEEEEEZNETNT70%ICL TSN,

2) TR IS LIREP BB RETHEEEIRRICIEU TR G EEEL TS,
3) A7 UL ZAEN LT BB AT Ty CTIILTAELY,

4)MHAE S FEERIRTKEETH AR OFERESTTOLEY,

1) In dry milling(recommend air blow), reduce the rotation and feed to 70% of table values.
2) Adjust milling condition when unusual vibration, different sound occur by cutting.

3) Use in wet condition in case of Stainless Steels.

4) Recommend use of non water soluble cutting fluid to Nickel Alloys, Titanium Alloys.

2AGRE/AGSIL iR—Ib WXcEil[R=Fl]

HRHI

FIVEZULE

(JEHIM Rl SS B2W SCM YA SKD  WmAS ek
onMaendl iz S-C JUN\—RVI ZRFVUAE SUS FIVER FC.FCD
R—JLER P IESES Structural Steels Alloy Steels Mold Steels Nickel Alloys Cast Irons Aluminum Alloys
ar : 1= Milling Carbon Steels Pre-Hardened Steels Stainless Steels Titanium Alloys Copper Alloys
Bal(lrg:]c)hus Condition Nonferrous Alloys
niAHE BERE [XDRE | EERE | EDRE | BlERE [ XDRE | EERE | EDRE | BlERE | XDRE
Depth of cut Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation
an Pf (min!) | (mm/min) | (min-!) | (mm/min) | (min) | (mm/min) [ (min-!) | (mm/min) | (min-1) | (mm/min) [ (min-!) | (mm/min)
R 1 0.8 0.8| 7200| 120 | 4800 74 | 4000 66 | 3200 42 7200 | 140 |14000| 410
R 2 1.6| 1.6/ 3600| 140 | 2400 82 | 2000 75 | 1600 45 3600 | 150 6800 | 460 | D:T>FILHE
Dia. of Mill
R 3 24| 24| 2400| 150 | 1600 88 | 1300 78 | 1100 50 2400 | 160 4500 | 480 Rl;;j-;‘—)[,&;ﬁ&
FMIIRs [ 4 [ 4 [ 1400] 150 [ 960 | o5 | 800 | 86 | 640 | 51 | 1400 170 | 2700] 510 | Bl Redus
R 8 6.4 6.4 900| 150 600 93 500 87 400 52 900 | 170 | 1700| 510
R10 8 8 720 | 150 480 91 400 86 320 51 720 170 | 1400| 510
R12.5(10 |10 570 | 140 380 81 320 76 250 43 570 | 160 1100 | 490
R 1 0.2| 0.3/12000| 600 | 8000 | 360 | 6600 | 260 | 5300 | 160 |12000 | 630 [23000| 1400
R 2 02| 04| 8200| 660 | 5500 | 400 | 4600 | 290 | 3700 | 180 8200 | 690 |16000 | 1500
HET R 3 0.5 0.5| 4300| 470 | 2900 | 290 | 2400 | 210 | 1900 | 130 4300 | 500 8200 | 1100
T ([R5 0.5 0.6 3300| 590 | 2200 | 360 | 1800 | 260 | 1500 | 160 3300 | 620 6200 | 1300
e
"R g | 05| 08| 2600| 730 | 1700 | 430 | 1400 | 310 | 1100 | 190 | 2600| 760 | 4900 | 1600
R10 0.5 09| 2300| 780 | 1500 | 460 | 1300 | 350 | 1000 | 210 | 2300 | 820 | 4300 | 1800
R12.5| 0.5] 1 2000 | 840 | 1400 | 530 | 1100 | 370 910 | 230 | 2000 | 880 | 3900 | 2000
1) £ EFITIh#0.01mmEA 3 £S5 ap, PIEASTVET 1) Depth of cut(ap & Pf) is calculated to be 0.01mm(=h) in finishing process.
2) R INI (T770—%#3%) DHEEEEHEE)REEZhZh70%CL TS, 2) In dry milling(recommend air blow), reduce the rotation and feed to 70% of table values.
3) 7= RIS SVIRBIC B EZH RETHEXE RIS THIBIREEZERLTLAEL,  3) Adjust milling condition when unusual vibration, different sound occur by cutting.
4) 27 L ZREM T T 254137 Ty CIMIL TR, 4) Use in wet condition in case of Stainless Steels.
5) MEEE. F2E2ICIRKBEETEIERIOFERESTTOLET, 5) Recommend use of non water soluble cutting fluid to Nickel Alloys, Titanium Alloys.
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2AGE/AG=)L2iA AG-mill Two Flutes
=¥\l S\ Vel 7=1 5 s B Z o I AG-miill Two Flutes Medium
D:I RILAMZE

| Py . - E = O
v BEER S5 Tl g  sx@ s Emes  sm o TVS000T U
eSS - SCM.NAK,HPM AT VUAS FUE .
Structural Steels Alloy Steels Mold Steels Nickel Alloys Cast Irons Aluminum Alloys
Carbon Steels Pre-Hardened Steels Stainless Steels Titanium Alloys Copper Alloys
Nonferrous Alloys BNTOHEE
Grooving Milling

SE

|
Dia. of Mill
mm
2 7900 180 6400 140 4000 68 3200 45 7200 420 | 14000 | 720
3 5300 200 4200 140 2700 72 2100 49 4800 440 9000 | 760
5 3200 200 2500 140 1600 69 1300 47 2900 430 5400 | 740 siZ //
6

2600 | 200 | 2100 140 1300 71 1100 49 2400 | 440 4500 | 760
8 2000 | 200 1600 140 1000 70 800 49 1800 | 440 3400 | 760
10 1590 | 200 1270 140 800 72 640 49 1400 | 450 2700 | 770 MEMLOBE

Side Milling
12 1330 200 1060 140 660 71 530 49 1200 440 2300 | 760
15 1060 200 850 140 530 71 420 49 960 440 1800 | 760
20 800 190 640 130 400 67 320 46 720 410 1400 | 720 ]
25 640 150 510 105 320 51 250 65 570 320 1100 | 550 ?Z
30 530 120 420 82 270 41 210 28 480 250 900 | 440 7
40 400 80 320 57 200 | 28 160 | 19 360 | 170 680 | 300 020
50 320 42 250 29 160 14 130 10 290 90 540 | 140
=) \c| S \cJ| 7= 5 s Bl s 2 8 AG-mill Two Flutes Long
) - asm . > D:IRILHHE
v BEFE S5 5 Bl g @S0 Emes @ ; Die. of Wi
RS- SCM.NAK,HPM ATV A FIVE .
Structural Steels Alloy Steels Mold Steels Nickel Alloys Cast Irons Aluminum Alloys
Carbon Steels Pre-Hardened Steels Stainless Steels Titanium Alloys Copper Alloys
Nonferrous Alloys
5z Seving

Dia. of Mill
(mm)

3 4200 81 3200 54 2700 36 2100 25 4800 220 9000 380

5 2500 81 1900 54 1600 35 1300 25 2900 220 5400 380 ‘

6 2100 81 1600 54 1300 35 1100 25 2400 220 4500 380 9;1:77
“

8 1600 81 1200 54 1000 35 800 25 1800 220 | 3400 | 380

10 1300 83 960 56 800 36 640 25 1400 220 2700 | 390 0P
12 1100 82 800 585 660 36 530 25 1200 220 | 2300 | 380
15 850 81 640 585 530 36 420 25 960 220 1800 | 380
20 640 76 480 52 400 33 320 23 720 210 1400 | 360
25 510 59 380 40 320 26 250 18 570 160 1100 | 270
30 420 47 320 32 270 21 210 14 480 130 900 | 220

1) RZAII (T 77 O—%H#32) DFE G EEREX)REEZNTNT0%ICL TZE,

2) T—7 X L IREIP R EN RETHEX G IRRIEU THIEIERGEERL TS,
3) A7 L ZMEM T T35 AT Ty TIIL TSN,

4) MG S FE2ERICRTKBEEH AR OERESTTOLET,

1) In dry milling(recommend air blow), reduce the rotation and feed to 70% of table values.
2) Adjust milling condition when unusual vibration, different sound occur by cutting.

3) Use in wet condition in case of Stainless Steels.

4) Recommend use of non water soluble cutting fluid to Nickel Alloys, Titanium Alloys.
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‘ Eﬁt’]ﬁ“%‘# Standard Milling Conditions

YN VAN =[5 8358 AG-mill Four Flutes

P n a% ' o P == hes RSN 24X
Work Material @E??ﬁm o JUN—KvE Xgijiﬂ;{ﬂmsgﬁs ;’iﬁb‘:}?ﬁ Fcﬁéﬁn PPN Dia.of Mil
PR SCM,NAK,HPM = . HEHERE
Structural Steels Alloy Steels Mold Steels Nickel Alloys Cast Irons Aluminum Alloys
Carbon Steels Pre-Hardened Steels Stainless Steels Titanium Alloys Copper Alloys
Nonferrous Alloys
SHE Scering

Dia. of Mill
(mm

)
3
)
6

5300 250 4200 180 2700 90 2100 61 4800 550 9000 950
3200 250 2500 180 1600 86 1300 59 2900 550 5400 920
2600 250 2100 180 1300 88 1100 61 1400 550 4500 950

8 2000 250 1600 180 1000 88 800 60 1800 550 3400 950
10 1590 250 1270 180 800 90 640 62 1400 560 2700 970 025D
12 1330 250 1060 180 660 89 530 61 1200 550 2300 950
15 1060 250 850 180 530 89 420 61 960 550 1800 950

1.5D

20 800 | 240 640 170 400 84 320 57 720 | 520 1400 | 890
25 640 190 510 130 320 64 250 44 570 | 400 1100 | 690
30 530 150 420 100 270 51 210 35 480 | 320 900 | 550

iV \c| I (e 7:t 5 s Bl s W/l AG-mill Four Flutes Long

o PN 21,= o D: I RIJLAMZ
BHIE  gema sS el 5478 SKD WHA i TIE=ULES Il
Work Material el 5-C JUN—bVEll - 2 028 sUs Fevas FC.FCD ik a.otMi
= SCM,NAKHPM = 7 = > B
Structural Steels Alloy Steels Mold Steels Nickel Alloys Cast Irons Aluminum Alloys
Carbon Steels Pre-Hardened Steels Stainless Steels Titanium Alloys Copper Alloys
Nonferrous Alloys
Sz gjéﬁhrﬁm%g
Dia. of Mill oo
(mm)
3 4200 110 3200 73 2700 48 2100 33 4800 290 9000 510
5 2500 110 1900 72 1600 46 1300 33 2900 290 5400 490
6 2100 110 1600 73 1300 47 1100 33 2400 290 4500 500 g
8 1600 110 1200 72 1000 47 800 33 1800 290 3400 500
10 1300 110 960 74 800 48 640 33 1400 300 2700 510 0D
12 1100 110 800 74 660 48 530 33 1200 290 2300 510
15 850 110 640 73 530 48 420 33 960 290 1800 510
20 640 100 480 69 400 45 320 3i 720 280 1400 480
25 510 78 380 53 320 34 250 23 570 210 1100 370
30 420 63 320 42 270 27 210 19 480 170 900 290
1) AT (T7 7 O—%H#2E) OB S RESRHEX)EEEZNETh70%ICL TS,
2) TR SOIRE) P B E N RE T HEEERIRICIEU TIHIRHEERL TS,
3) AF UL ZMENMT T35 ATy CITIL TS,
4) EAE S F2EBSICRTKBETDEARIOERESTTHOLET,
1) In dry milling(recommend air blow), reduce the rotation and feed to 70% of table values.
2) Adjust milling condition when unusual vibration, different sound occur by cutting.
3) Use in wet condition in case of Stainless Steels.
4) Recommend use of non water soluble cutting fluid to Nickel Alloys, Titanium Alloys.
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