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CARBIDE END MILLS
FOR ALUMINIUM ALLOY

The best endmill for
aluminium alloy
processing makes its
appearance.
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C2MAD0150 40 4 2 1

C2MAD0200 40 4 2 1

C2MAD0250 40 4 2 1

C2MAD0300 45 6 2 1

C2MAD0400 45 6 2 1

C2MAD0500 50 6 2 1

C2MAD0600 50 6 2 2

C2MAD0800 60 8 2 2

C2MAD1000 70 10 2 2

C2MAD1200 75 12 2 2

C2MAD1400 75 12 2 3

C2MAD1500 80 16 2 1

C2MAD1600 90 16 2 2

C2MAD1800 90 16 2 3

C2MAD2000 100 20 2 2
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Due to the optimal design for aluminium processing, high efficient and 

high precision processing are made possible.

Type 1

Type 2

Type 3

Unit : mm

3<D1D1<33<D1D1<3

CARBIDE END MILLS

Medium, 2 flute, For Aluminium Alloy

      D1<3

  3<D1<6

  6<D1<18

18<D1

-0.010 ─ -0.028

-0.020 ─ -0.038

-0.025 ─ -0.047

-0.025 ─ -0.053

C-2MA &1

A7075

40,000min-1 (126m/min)

Emulsion

End Mill

Work Material

Revolution

Cutting method

Still milling

Tool life span before breakage (Breakage Feed Rate)

Competitor A

Competitor B

Breakage

Breakage

Machining example Medium, 2 flute, For Aluminium Alloy

Feed rate (mm/min)

a

a : Inventory maintained.
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C2LAD0150 1.5 2

C2LAD0200 2 2

C2LAD0250 2.5 2

C2LAD0300 3 2

C2LAD0400 4 2

C2LAD0500 5 2

C2LAD0600 6 2

C2LAD0800 8 2

C2LAD1000 2

C2LAD1200 12 2

C2LAD1400 14 2

C2LAD1500 15 2

C2LAD1600 16 2

C2LAD1800 18 2

C2LAD2000 20
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D1

Long, 2 flute, For Aluminium Alloy

      D1<3

  3<D1<6

  6<D1<18

18<D1

-0.010 ─ -0.028

-0.020 ─ -0.038

-0.025 ─ -0.047

-0.025 ─ -0.053

Type 1

Type 2

Unit : mm

Due to the optimal design for aluminium processing, high efficient and 

high precision processing are made possible.
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C-2MA &10

AC4A

20,000min-1 (628m/min)

Doun cut, Air blow

End Mill

Work Material

Revolution

Cutting method

Competitor A

Competitor B

Competitor C

Feed rate (mm/min)

Adhesion

AdhesionAdhesion

Competitor A
(Feed rate 2,000mm/min) (Feed rate 2,000mm/min)

Competitor B
(Feed rate 2,000mm/min)

Competitor C
(Feed rate 1,600mm/min)

C-2MA

Comparision of cutting tooth adhesion

No. of

Flute
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CARBIDE END MILLS

C-2MA
Medium, 2 flute, For Aluminium Alloy

C-2LA
Long, 2 flute, For Aluminium Alloy

aC-2MA

ySide milling

aC-2LA

ySide milling

ySlotting

1) If the rigidity of the machine or the work 

material installation is very low, or chattering 

and noise are generated, please reduce the 

revolution and the feed rate proportionately.      

2) If the depth of cut is shallow, the revolution and 

feed rate can be increased.   

3) Water-soluble cutting fluid is recommended.

4) Climb cut is recommended for side milling.




