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Endmills for Aluminum, Aluminum alloys, copper,
R hs copper alloys, CFRP, glass/carbon fiber, non-ferrous and

o 1,J non-metallic materials
© © Tetrabond TAC coating provides excellent work surface finish by
- L high hardness and low friction.

Minimize fracturing by high TRS fine(0.5um) WC grade.
High precise edge tolerance.

RTAC 00 CUTTING
Coating Helix Angle DATA Condition D Size D Tolerance  Condition D Size D Tolerance
0.005 @D #@d 90.2~ 12 +0 ~ -0.01Tmm oD =gd 26~ 12 -0.005 ~ -0.015mm

0.1~ 25R 3~ 6R ol t mm

2DLB 002 004 S04 0.1RX0.2 4
2DLB 003 006 S04 0.15RX 0.3 4
2DLB 004 008 S04 0.2RX0.4 0.8 45 4
2DLB 005 010 S04 0.25RX0.5 1 45 4
2DLB 006 012 S04 0.3RX0.6 1.2 45 4
2DLB 008 020 S04 0.4RX0.8 2 50 4
2DLB 010 025 S04 0.5RX1 2.5 50 4
2DLB 012 030 S04 0.6RX 1.2 3 50 4
2DLB 015 040 S04 0.75RX 1.5 4 50 4
2DLB 020 050 S04 TRX2 5 50 4
2DLB 025 060 S04 1.25RX2.5 6 50 4
2DLB 030 080 S06 1.5RX3 8 60 6
2DLB 040 080 S06 2RX4 8 70 6
2DLB 050 100 S06 2.5RX5 10 80 6
2DLB 060 120 090 3RX6 12 90 6
2DLB 080 140 100 4R X8 14 100 8
2DLB 100 180 100 5RX 10 18 | 100 10
2DLB 120220110 6RX 12 22 110 | 12

214 | < wtoos



' 2DRB Cutting Condition

+ RPM :rev./min « Feed : mm/min
2053 Y205 #3328/ COHAY Hadg /583 £33
oA Materid Aluminum Alloy Expanding Material Aluminum Alloys Cas’flng / Die Casting C“é'sggszllﬁgl?l? 18 Copper Allloy
AL7075 AC4B / Si13% AZ91 / AZ8OA /C1100 C1100
Qi3 24713 Qi3 24713 22 1473
Regular Milling High Speed Milling Regular Milling High Speed Milling Regular Milling High Speed Milling
4t Radius RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
RO.1 32,000 220 45,000 290 32,000 220 45,000 290 32,000 220 45,000 290
RO.3 32,000 480 45,000 660 32,000 480 45,000 660 32,000 480 45,000 660
RO.5 28,800 760 45,000 1,100 28,800 760 45,000 1,100 28,800 760 45,000 1,100
RO.8 28,800 850 45,000 1,400 28,800 850 45,000 1,400 25,200 850 35,900 1,300
R1 28,600 1,400 45,000 2,000 28,600 1,400 43,000 1,900 21,500 1,000 35,900 1,600
R1.5 19,100 1,400 45,000 3,000 19,100 1,400 28,600 1,900 14,300 1,000 23,900 1,600
R2 14,300 1,400 35,900 3,200 14,300 1,400 21,400 1,900 10,700 1,000 17,900 1,600
R3 9,500 1,400 23,900 3,200 9,500 1,400 14,300 1,900 7,200 1,000 12,000 1,600
R4 7,200 1,800 17,600 4,100 7,200 1,800 10,700 2,400 5,400 1,300 8,900 2,000
R5 5,700 1,600 14,000 3,600 5,700 1,600 8,600 2,200 4,300 1,200 7,200 1,800
R6 4,800 1,500 11,700 3,400 4,800 1,500 7,200 2,000 3,600 1,100 5,900 1,700
Ap Ae Ap Ae Ap Ae Ap Ae Ap Ae Ap Ae
0.1D 0.2D 0.05D 0.1D 0.1D 0.2D 0.05D 0.1D 0.1D 0.2D 0.02D 0.05D
oy Ae
Depth of Cut Ap
7
I ZDLB CUttIng Condltlon + RPM : rev./min « Feed : mm/min
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A Materid Aluminum Alloy Expanding Material Aluminum Alloys Casting / Die Casting C’gsggflsklllljlg]y/-}”g i Copper Allloy
AL7075 AC4B /Si13% AZ91 / AZ80A / C1100 C1100
R 187kS e 187k8 2k 187k8
Regular Milling High Speed Milling Regular Milling High Speed Milling Regular Milling High Speed Milling
HI Radius RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
RO.3 28,800 350 40,000 490 28,800 350 36,100 480 28,800 350 31,600 420
RO.5 23,400 720 31,500 950 23,400 720 25,200 900 23,400 720 20,700 800
RO.8 23,400 760 35,900 1,120 23,400 760 25,200 1,000 22,500 720 20,700 800
R1 22,500 950 31,500 1,260 22,500 950 25,200 1,100 17,100 720 20,700 800
R1.5 15,300 950 20,700 1,260 15,300 950 16,700 1,100 11,300 720 13,500 800
R2 11,300 950 15,800 1,260 11,300 950 12,600 1,100 8,600 720 10,400 800
R3 9,000 950 13,200 1,260 9,000 950 12,600 1,100 5,900 720 8,900 800
R4 6,400 1,150 11,600 1,260 6,400 1,150 9,800 1,000 4,800 880 6,400 950
R5 5,200 1,050 9,400 1,120 5,200 1,050 7,800 860 3,900 760 5,300 880
R6 4,100 1,000 6,700 950 4,100 1,000 5,400 520 3,000 740 4,600 840
Ap Ae Ap Ae Ap Ae Ap Ae Ap Ae Ap Ae
0.1D 0.2D 0.05D 0.1D 0.1D 0.2D 0.05D 0.1D 0.1D 0.2D 0.02D 0.05D
Zolak
2Ho Ae
Depth of Cut Ap
7
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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 coolant is recommended.
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