All Mastermill AL-HPC end mills

SLOTTING

VDI 3323 MATERIAL GROUP nyﬁt Size {mm:l
3.0 &0 10.0 12.0 160 20.0 25.0
B 488 488 488 488 428 488 488
(380-586) | (390-568) | (390-586) | (300-586) | (3e0-588) | (380-588) | (380-538)
f\‘ n (REM) 51778 25830 15533 12045 o70s 7767 6213
t(mmigetn) | 0.025 0.078 0114 0.152 0188 0191 0.254
SLOTTING | rymmwmim) | 3048 5018 5326 5018 4883 4430 4735
Aduminium alloys, i {433:17?32} {4&2?32] :4&??32] [443‘:!'7]323 :4&21'?]323 {43331}?321 (4332'.?32}
<12% Silicon, —
2024, 5052, 5086, | g n {REM) 84723 32381 18417 16181 12138 708 76T
LS ELERs DD tmmiotn) | 0.025 0.078 D114 0.152 0168 D121 0.254
SIDE CUTTING | timmmin) | 17080 27387 25821 28487 22878 2man 18033
— 1008 1008 1006 1006 1006 1008 1008
— (805-1207) | (805-1207) | (805-1207) | (805-1207) | (B05-1207) | (B05-1207) | (B05-1207)
niRPM) | 106740 53370 32022 26885 30014 16011 12808
~ timmtootn) | 0.053 0.140 0.287 0.356 n.381 D418 0485
HEM f{mmmin) | 17080 22387 25821 28467 2278 20131 18033
e 183 183 183 183 123 123 183
(146-220) | (146-220) | (146-220) | (148-220) | (148-720) | (148-220) | (146-22D)
r\‘ n {RPM) 18417 o708 5325 4854 364 2813 2330
Aluminium alloys, &{mmtootn) | 0.025 0.078 0114 0.152 0168 0191 0.254
>12% Silicon, SLOTTING | 1 memmin) 1480 2219 1907 2218 1831 1685 1775
E,ﬁﬁ,ﬂmum —— 244 244 244 244 244 244 244
alloy, A300, A3SD, (195-203) | (195-203) | (195-203) | (105203) | (105203 | (195-203) | (195-203)
B380 h n {RPM}) 25880 12045 76T B472 4884 2pa3 3107
Ve recommend & (mmiootn) | 0.025 0.078 0114 0.152 0168 0191 0.254
mgﬂ;’;ﬂr SIDE CUTTING | t (memimin) 1873 2050 2863 2050 2441 2718 2367
for materials in e 368 368 368 388 388 388 368
this group. — (203-430) | (203.430) | (203430) | (203439) | (203439) | (203-430) | (203-43D)
\ n (RFM) 38534 19417 11850 o708 7281 5825 4660
timmtootn) | 0.053 0.140 0.287 0.356 n.381 D418 0485
HEM. fimmmin) | 6214 138 321 10357 8323 7324 B024
SIDE CUTTING H.5.M. (HIGH SPEED MACHINING)
“DCI% E 15xDC ZxD'C:[:
o
1xDC 05xDC 0.05xDC
—

» Recommended cutting depths are maximum depths, and speeds and

feeds are target values based on these depths.
» Finishing cuts should be taken with radial depth of cut of 0.2 x DC or less.
» For long series and long necked tools, reduce feed rate and depth of

cut by up to 50%.

» All recommendations are based on ideal machining conditions.
» Adjustments may nead to be made according to your set-up.




All Mastermill AL-HPC end mills

Size (mm)
WDl 3323 MATERIAL GROUP ;‘ﬂlﬁt
c a0 60 100 12.0 16.0 20.0 25.0
P 268 268 268 268 268 268 268
(MmN agg 30m | 21432z | 214323 | (214322 | (214323) | (214323) | 21433
. = n [RPM) 28438 14218 8531 Ti00 5332 4265 3412
. (mmiootn) | 0.020 0.051 D.102 0127 0.140 0.152 0.178
SLOTTING | 1{mmmin} 1733 2167 2600 708 a3l it} 5586
e (i) a51 351 351 351 361 361 361
Copper and (281-421) | (281-421) | (281-421) | (281-421) | (281-421) | (281-421) | (2B1-421)
Copper alloys. ‘ n [RPM) ar242 18621 1173 gan 5586 4480
Brass, Bronze
(mmiootn) [ 0.020 0.051 D102 0127 0.140 0.152 0.178
SIDE CUTTING | 1 {mmimin) 2370 2838 3405 3547 2907 2554 2384
o (i) 564 564 564 564 564 564 564
— (451-677) | (451-677) | (451-877) | (451-877) | (451-677) | (451-677) | (451-677)
~_ n [RAM) 50847 20021 17053 14081 11220 2078 Ti81
. (mmiootn) | 0.043 0.114 0.216 0.202 0.330 0.358 0.408
H.S.M. 1 {mmimin) 7752 10260 11628 16110 11115 0578 8755
e (i) o1 a1 o1 o1 a1 a1 a1
(73-100) | (73-109) | (73-100) | (73-100) | (73-108) | (F3-109) | (F3-109)
. - n (RPM) 0655 4828 2807 2414 1810 1448 1150
f(mmviootn) [ 0.020 0.051 D.102 0127 0.140 0.152 0.178
SLOTTING 1 {mmumin) 520 738 283 a0 750 662 618
e (i) 137 137 137 137 137 137 137
Copper allays, - : (110-184) | {110-164) | (110-164) | (110-184) | (110-164) | (110184} | (110-164)
Beryllium copper, " n [RPM) 14536 7288 4381 33634 2726 2180 1744
Manganess
bronze, ©110 . {mmiootn) | 0.020 0.051 D.102 D127 0.140 0.152 0.178
SIDE CUTTING | 1 {mmimin} 86 1108 1320 1385 1142 o7 030
P 770 270 79 79 779 779 779
x9N sImimin) g3 o7sy | (1e327s) | (183-275) | (183-275) | (183-275) | (183-275) | (183-275)
‘. n [RPM) 24708 12149 7280 6074 4556 3645 2016
f(mmviootn) | 0.043 0.114 0.216 0.202 0.330 0.358 0.408
H.SM. 1 {mmimin) 3148 4186 4721 5373 4513 3zeg 3555
SIDE CUTTING H.Z.M. [HIGH SPEED MACHIMING)
12D 15D 2xDC
%W/L
p—
1xDC 05xDC D.05 % DC

» Recommended cutting depths are maximum depths, and speeds and

feeds are target values based on these depths.

» Finishing cuts should be taken with radial depth of cut of 0.2 x DC or less.
» For long series and long necked tools, reduce feed rate and depth of

cut by up to 50%.

+ All recommendations are based on ideal machining conditions.
v Adjustments may need to he made according to your set-up.




All Mastermill AL-HPC end mills

WM 3323 MATERIAL GROUP TYIE size (m}
of cut T 50 10.0 12.0 160 200 250
503 503 503 503 503 503 503
Ve mmin) | ano B4y | (400.604) | (402-604) | (402-804) | (402-504) | (402.804) | (402-604)
r‘x‘ niRPM) | 53370 28585 16011 13342 10007 8005 5404
& (mmicom) | 0.028 0.102 0101 D0.754 0240 0.305 0.356
SLOTTING | rymmmmy | @100 8134 0150 10167 B3se 370 6832
- B25 f25 B35 B25 625 625 B25
{S00-750) | (500-750) | (500-750) | (S00-750) | (S00-750) | (SO0-750) | (500-750)
w niRPM) | 66314 33157 10804 16570 12434 Dg47 7058
& mmioon) | 0.028 D.102 D.101 0.254 0240 0.305 0.356
SIDE CUTTING | 1 immumin} 7HE0 10106 11370 12623 10422 0006 2489
v (mmn | 1021 1021 1021 1021 1021 1021 1021
_——. (B17-1225) | (B17-1225) | (B17-1225) | (817-1225) | (817-1225) | (817-1225) | (B17-1225)
~ nRPM) | 10831 54186 32400 77083 20312 16250 13000
fimmtoom) | 0.028 0.220 D432 0.584 0.635 .60 D.813
HSM. t(mmmin) | 22088 37147 42100 47485 28885 34051 31600
SLOTTING SIDE CUTTING H.5.M. (HIGH SPEED MACHINING)

TxDC 2 % 1.5 DC 2xDC
A
p——
1xDC 05x0C 0.05xDC
—_—

» Recommended cutting depths are maximum depths, and speeds and
feeds are target values based on these depths.

¢+ Finishing cuts should be taken with radial depth of cut of 0.2 x DC or less.

» For long series and long necked tools, reduce feed rate and depth of
cut by up to 50%.

» All recommendations are based on ideal machining conditions.

» Adjustments may need to be made according to your set-up.



