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High efficiency milling and excellent cost performance

15 Features

- BRI\ A RZ BT F v EY Ttk - I OHBAAERSE/\ 1R

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

EEVHIREZ H I —

Cutting condition of AG mill
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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
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Stable milling is possible in heavy duty.
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Comparison of cutting chips
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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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Performance No.ofFlutes Length of Cut  Code No. Product Name Appearance Stocked Size Size

Short AG-mill Roughing Regular Length Short e P5

Short AG-mill Roughing Radius e P7

Short AG-mill Roughing Short Bl P5

BT | 45| ST47L | pgREM |ACEN 5T4VT 74T L

Rough Medium AG-mill Roughing Medium Br=lt P6

avo AGREL AGEIL ST« OVY

Long AG-mill Roughing Long 6~50 | P6

099779 | pgRex | ANV 574v9 OVIYv Y ISXH

Long Shank AG-mill Roughing Long Shank SX Type 16~50 P6

0V99%Y9| agREU | AGSIV 5749 OV 9902 ISLXH
Long Shank AG-mill Roughing Long Shank SLX Type

=747 AG=JU ANE— ~
modum  [AGHY | sl HEAVY G 8=%0 | P7
- —

16~50 P6

itk |, o OVT AGI)L AE—OVY ~
Semi-Finish 4~6 Long AGLHV AG-mill HEAVY Long ey P8
QvIovv9 AGE)L ANE— IFZASOVT .
Long Shank AGELHV AG-mill HEAVY Extra Long £y P8
a—hk AGZ)L2MH .
Short 2AGE AG-mill Two Flutes Bt P9
=47 AGIEL2HA =517 n =
2 Medium 2AGEM AG-mill Two Flutes Medium et P11
aovy AGI)L2MA OV =
SLEE Long 2AGEL AG-mill Two Flutes Long gF=al P11
General =
Purpose =47 A AGI)L4¥H .
Medium 4AGE AG-mill Four Flutes 25~50 | P12

OV  |4ageL | AGILAKN OV

Long AG-mill Four Flutes Long 3~40 | P13

Short AG-mill Ball R0.5~R12.5| P13

AGIIVU—XF—fzfhSEaEM. A7/ U A, 7 IV
GEFTORLVARC, T EFHh St EIF EINTET
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
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AG-mill Roughing Regular Length Short
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AG-mill Roughing Short
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LIST6484 BAGT (Unit) :mm/F (yen) LIST6406 BAGT (Unit) :mm/F (yen)
ne || 28 vk nu| 1 | sEmEE sz | e |aTRs | B2 | 28 [vno | na | w® | s2ms
Code No. Dc VA L Ds N |Stock| Price Code No. Dc VA L2 D1 L Ds N | Stock | Price
AGRERS6 | 6 | 15 | 60 6 | 4| @ 5,600 AGRES6 6 | 11 — — 80 6 4 o 5,600
AGRERS7 | 7 |20 | 65| 10 | 4 | @ 6,190 AGRES7 7 | 17 = — 90 8 4 o 6,190
AGRERS8 | 8 |20 | 65| 10 | 4 | @ 6,190 AGRESS8 8 | 17 — — 90 8 4 o 6,190
AGRERS9 | 9 |25 | 75| 10 | 4 | @ 6,920 AGRES9 9 | 22 = — | 100 | 10 4 o 6,920
AGRERS10| 10 |25 | 75| 10 | 4 | @ 6,920 AGRES10 | 10 | 22 — — | 100 | 10 4 o 6,920
AGRERS11| 11 |30 | 80 | 12 | 4 | @ 8,820 AGRES11 | 11 | 26 = — | 110 | 12 4 o 8,820
AGRERS12| 12 |30 | 80 | 12 | 4 | @ 8,820 AGRES12 | 12 | 26 — — | 110 | 12 4 o 8,820
AGRERS14| 14 |35 | 90 | 16 | 4 | @ 9,660 AGRES13 | 13 | 26 = — | 110 | 12 4 o 9,410
AGRERS15| 15 |35 | 90 | 16 | 4 | @ | 10,300 AGRES14 | 14 | 26 — — | 110 | 12 4 o 9,660
AGRERS16| 16 |40 | 95 | 16 | 4 | @ | 10,800 AGRES15 | 15 | 26 45 |13.3| 125 | 16 4 ® | 10,300

AGRERS18| 18 | 40 |105 | 20 | 4 | @ | 11,900 AGRES15N| 15 | 26 — — | 125 | 16 4 L] —
AGRERS20| 20 | 45 |110 | 20 | 4 | @ | 12,900 AGRES16 | 16 | 32 48 |14.3| 125 | 16 4 ® | 10,800
AGRERS22| 22 | 45 |110 | 20 | 4 | @ | 14,400 AGRES16N| 16 | 32 — — | 125 | 16 4 ] —
AGRERS24| 24 | 50 {120 | 25 | 5 | @ | 17,200 AGRES17 | 17 | 32 = — | 125 | 16 4 ® | 11,400
AGRERS25| 25 | 50 |120 | 25 | 5 | @ | 17,200 AGRES18 | 18 | 32 — — | 125 | 16 4 @ | 11,900
AGRERS28| 28 |55 |125 | 25 | 5 | @ | 21,300 AGRES20 | 20 | 38 60 |18 140 | 20 4 @ | 12,900
AGRERS30| 30 |55 | 140 | 32 | 5 | @ | 26,900 AGRES20N| 20 | 38 — — | 140 | 20 4 | —
AGRERS32| 32 |60 |145 | 32 | 6 | @ | 37,400 AGRES22 | 22 | 38 — — | 140 | 20 4 ® | 14,400
AGRERS35| 35 | 60 | 145 | 32 | 6 | @ | 46,500 AGRES24 | 24 | 45 — — | 160 | 20 5 ® | 17,200
AGRERS40| 40 | 65 |150 | 32 | 6 | @ | 56,200 AGRES25 | 25 | 45 75 |23 160 | 25 ) ® | 17,200
AGRERS45| 45 | 70 | 155 | 42 | 6 | @ | 68,400 AGRES25N | 25 | 45 — — | 160 | 25 5 L] —
AGRERS50| 50 | 70 | 160 | 42 | 6 | @ | 79,900 AGRES28 | 28 | 45 = — | 160 | 25 B ® | 21,300
_it)%f:ﬁi;fﬁi:gz AGRES30 | 30 | 45 — — | 160 | 25 5 @® | 26,900
AGRES32 | 32 | 53 96 |29.5| 180 | 32 6 @® | 37,400
AGRES32N| 32 | 53 — — | 180 | 32 6 ] —
AGRES35 | 35 | 53 — — | 180 | 32 6 @ | 46,500
AGRES40 | 40 | 63 — — | 200 | 32 6 @® | 56,200
AGRES45 | 45 | 63 — — | 200 | 42 6 @ | 68,400
AGRES50 | 50 | 75 — — 1220 | 42 6 @® | 79,900
SRR ZEE0.1mm @DEMIT IREEERTT,
Tolerance of Mill Dia. O EREEEERTY,

@:Stocked Items

Jp— N Sk S
BRI S DRRICND T COOIEBOREN LY [J:Available for Japan customers only
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AG-mill Roughing Medium

HSS
Co

S~
h7

I-74vJ TIE#ME  nUn\g YrU/gnez

AGEW 57429 OV
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LISTe486 B4 (Unit) :mm/M (yen) LISTe488 BAT (Unit) :mm/F (yen)
& IE | ETRS | B8] | 2F [Lv o8] I8 | &F | SEMiE SHE| TR | 2R [y r8 [ I8 ] aE | SEMmE
Code No. [ YA L2 D1 L Ds N | Stock | Price Code No. bl L Ds N | Stock | Price
AGREM6 6 16 — — 80 6 4 [ ) 6,550 AGREL6 6 26 80 6 4 [ ) 7,140
AGREMS8 8 25 - — 90 8 4 [ ) 7,140 AGREL8 8 35 90 8 4 [ ) 8,230
AGREM10 10 32 — — 100 10 4 [ ) 8,100 AGREL10 10 45 | 100 10 4 [ ) 9,290
AGREM12 12 40 — — 110 12 4 [ ) 11,800 AGREL12 12 53| 110 12 4 [ ) 12,000
AGREM14 14 40 — — 110 12 4 [ ) 13,200 AGREL14 14 53 | 110 12 4 [ ) 13,400
AGREM15 15 40 5 13.3 125 16 4 [ ) 14,200 AGREL15 15 53 | 125 16 4 [ ) 14,300
AGREM15N| 15 40 — — 125 16 4 O — AGREL16 16 63 | 125 16 4 [ ] 15,100
AGREM16 16 48 56 14.3 125 16 4 [ ) 14,800 AGREL18 18 63 | 125 16 4 [ ) 15,800
AGREM16N | 16 48 — — 125 16 4 Ol — AGREL20 20 75| 140 20 4 [ ] 17,500
AGREM18 18 48 — — 125 16 4 [ ) 15,600 AGREL22 22 75| 140 20 4 [ ) 20,900
AGREM20 20 56 70 18 140 20 4 [ ) 17,500 AGREL24 24 90 | 160 20 5 [ ) 24,600
AGREM20N| 20 56 - — 140 20 4 O = AGREL25 25 90 | 160| 25 5 [ ) 24,600
AGREM22 22 56 — — 140 20 4 [ ) 20,900 AGREL28 28 90 | 160 25 5 [ ) 28,600
AGREM24 24 67 — — 160 20 5 [ ) 24,300 AGREL30 30 90 | 160| 25 5 [ ) 33,200
AGREM25 25 67 88 23 160 25 5 [ ) 24,300 AGREL32 32 | 106 | 180 ] 32 6 [ ] 40,900
AGREM25N | 25 67 — — 160 25 5 [ — AGREL35 35 | 106 | 180 32 6 [ ) 47,100
AGREM28 28 67 — — 160 25 5 [ ) 28,500 AGREL40 40 | 125 ] 200] 32 6 [ ] 64,300
AGREM30 30 67 — — 160 25 5 [ ) 32,900 AGREL45 45 | 125 | 230 42 6 [ ] 86,800
AGREM32 32 80 112 29.5 180 32 6 [ ) 40,100 AGREL50 50 | 150 | 250 42 6 [ ) 105,000
AGREM32N| 32 | 80 - - 180 32 6 0 — SMERFARZIE0.1mm ORI AZEEERTY,
AGREM35 35 80 — — 180 32 6 [ ) 46,500 Tolerance of Mill Dia. OB EREEEERTT,
AGREM40 40 95 - — 200 32 6 [ ) 63,300
AGREM45 45 95 — — 200 42 6 [ ) 85,600 @:Stocked Items
AGREM50 50 112 — — 220 42 B [ 104,000 [J:Available for Japan customers only
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AG-mill Roughing Long Shank SX Type
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AG-mill Roughing Long Shank SLX Type
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BAi7 (Unit) :mm/M (yen)

Sz | IE [BTRe| B | 2F B % | 26 [52EH sz | IE [aTRe| &7 | £F s8] D% | 25 (520
Code No. Dc L 422 D1 L Ds N | Stock| Price Code No. Dc YA 22 D1 L Ds N | Stock| Price
AGREX10 10 20 — — 130 10 4 J — AGREU10 10 20 — — 150 10 4 ] —
AGREX12 12 24 — = 150 12 4 ] = AGREU12 12 24 = - 170 12 4 O —
AGREX16 16 32 64 | 14.3 | 170 16 4 [ — AGREU16 16 32 72 | 14.3 | 200 16 4 ] —
AGREX18 18 32 — — 170 16 4 ] = AGREU18 18 32 = — 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 ] = AGREU22 22 38 — — 225 20 4 ] —
AGREX22 22 38 — — 195 20 4 O — AGREU25 25 45 113 | 23 250 25 5 O —
AGREX25 25 45 100 | 23 210 25 5) J = AGREU28 28 45 — — 250 25 5 ] —
AGREX28 28 45 — — 210 25 5 ] — AGREU30 30 45 — — 270 25 5 O] —
AGREX30 30 45 = = 220 25 5) O = AGREU32 32 53 144 | 29.5 | 290 32 6 J —
AGREX32 32 53 128 | 29.5 | 235 32 6 ] — AGREU35 35 53 — — 290 32 6 O —
AGREX35 &5 53 = = 235 32 6 O = AGREU40 40 63 = — 310 32 6 O —
AGREX40 40 63 — — 250 32 6 ] — AGREU45 45 63 — — 310 42 6 ] —
AGREX45 45 63 = = 250 42 6 O = AGREU50 50 75 — — 350 42 6 O —
AGREX50 50 75 — — 280 42 6 ] —
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AG-mill Roughing Radius
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LIST 6422

BT (Unit) :mm/F (yen)

AG=EJL NE—
AG-mill HEAVY
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LIST6402

BAGT (Unit) :mm/F (yen)

9H§ 148 DE| 28 [voon| 0| EE [s2me se | R | 28 oo | om | & |szme
Code No. Dc r 2 L Ds N |Stock| Price Code No. Dc L L Ds N Stock Price
AGRERS6R0.5| 6 | 0.5 | 15 | 60 6 | 4| @ | 7,260 AGHV3 3 9 50 6 4 o 3,810
AGRERS6R1| 6 1 15 | 60 6 | 4| @ | 7,260 AGHV4 4 12 60 8 4 o 4,010
AGRERS8R0.5| 8| 05 |20 | 65| 10 | 4 | @ | 8,020 AGHV5 5 15 60 8 4 o 4,240
AGRERS8R1| 8 1 /20| 65| 10 | 4 | @ | 8,020 AGHV6 6 15 60 8 4 o 4,360
AGRERS10R1 | 10 1 25| 75| 10 4 | @ | 8,960 AGHV7 7 20 65 10 4 o 4,470
AGRERS10R15| 10| 1.5 | 25| 75| 10 4 | @ | 8,960 AGHV8 8 20 65 10 4 o 4,620
AGRERS10R2 | 10 2 | 25| 75| 10 4 | @ | 8,960 AGHV9 9 25 75 12 4 o 5,310
AGRERS12R1 | 12 1 |30| 80| 12 | 4 | @ [11,600 AGHV10 10 25 75 12 4 o 5,600
AGRERS12R15| 12| 15 |30 | 80| 12 | 4 | @ (11,600 AGHV11 11 30 80 12 4 o 6,230
AGRERS12R2 | 12 2 (30| 80| 12 | 4 | @ |11,600 AGHV12 12 30 80 12 4 o 6,670
AGRERS16R2 | 16 2 |40 | 95| 16 | 4 | @ |14,000 AGHV13 13 35 90 16 4 o 7,760
AGRERS16R25| 16 | 25 |40 | 95| 16 | 4 | @ (14,000 AGHV14 14 35 90 16 4 o 8,370
AGRERS16R3 | 16 3 /40| 95| 16 | 4 | @ |14,000 AGHV15 15 40 95 16 4 o 8,990
AGRERS16R4 | 16 4 |40 | 95| 16 | 4 | @ |14,000 AGHV16 16 40 95 16 4 o 9,440
AGRERS20R2.5| 20 | 2.5 | 45 [110| 20 | 4 | @ (16,700 AGHV17 17 40 | 105 20 4 o 10,600
AGRERS20R3 | 20 3 |45 110 20 | 4 | @ |16,700 AGHV18 18 40 | 105 20 4 o 11,200
AGRERS20R4 | 20 4 |45 110 20 | 4 | @ |16,700 AGHV19 19 45 | 110 20 4 o 11,900
AGRERS25R25| 25 | 2.5 | 50 (120 25 | 5 | @ (22,200 AGHV20 20 45 | 110 20 4 o 11,900
AGRERS20R3 | 25 3 |50 (120 25 | 5 | @ |22,200 AGHV21 21 45 | 110 20 4 o 14,700
AGRERS25R4 | 25 4 |50 (120 25 | 5 | @ |22,200 AGHV22 22 45 | 110 20 4 o 14,700
SMEFFAFEIE0.1mm O DRI ATEEERTT, AGHV23 23 50 | 120 25 4 o 16,600
Tolerance of Mill Dia. @:Stocked Items AGHV24 24 50 120 25 4 . 16,600
AGHV25 25 50 | 120 25 4 o 16,600
AGHV26 26 50 | 120 25 4 o 17,800
AGHV27 27 55 | 125 25 4 o 19,100
AGHV28 28 55 | 125 25 6 o 19,100
AGHV29 29 55 | 125 25 6 ® | 26,600
AGHV30 30 55 | 125 25 6 @® | 26,600
AGHV32 32 60 | 145 32 6 @® | 37,000
AGHV35 35 60 | 145 32 6 @® | 46,200
AGHV40 | 40 65 | 150 32 6 ® | 55,900
AGHV45 | 45 70 | 160 32 6 @® | 68,000
AGHV45X42 | 45 70 | 160 42 6 @® | 68,000
AGHV50 50 70 | 160 32 6 @® | 78,000
AGHV50X42 | 50 70 | 160 42 6 @® | 78,000
5442 (mm) DiaofMil 57 (mm) ONERIF IFEEELTT .
&8 Z Above LUTF Upto Tolerance @:Stocked Items

) +0.025~0

8 6 +0.030~0

6 10 +0.036~0

10 18 +0.043~0

18 30 +0.052~0

30 +0.062~0
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AG-mill HEAVY Long
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AG-mill HEAVY Extra Long
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LISTE404 B (Unit) :mm/F (yen) BT (Unit) :mm/F (yen)
se | R | 28 [k | 08| aE | sEme aE | D8 | 28 [vnon] ou | wm [sxmn
Code No. Dc VA L Ds N Stock Price Code No. Dc A L Ds N Stock | Price
AGLHV3 3 15 60 6 4 [ ] 4,500 AGELHV3 3 20 70 6 4 O —
AGLHV4 4 20 60 8 4 [ ] 4,750 AGELHV4 4 25 70 6 4 L] —
AGLHV5 5 25 65 8 4 [ ) 4,970 AGELHV5 5 30 70 6 4 ] —
AGLHV6 6 25 65 8 4 () 5,060 AGELHV6 6 30 70 6 4 O] —
AGLHV7 7 35 80 10 4 [ ] 5,200 AGELHV7 7 40 85 8 4 O —
AGLHV8 8 35 80 10 4 ( } 5,360 AGELHV8 8 40 85 8 4 O —
AGLHV9 9 45 95 12 4 [ ] 5,720 AGELHV9 9 55 | 105 10 4 O —
AGLHV10| 10 45 95 12 4 ( ] 6,130 AGELHV10 10 55 | 105 10 4 L] —
AGLHV11| 11 55 | 105 12 4 [ ] 6,880 AGELHV11 11 65 | 120 12 4 ] —
AGLHV12| 12 55 | 105 12 4 ( ] 7,780 AGELHV12 12 65 | 120 12 4 ] —
AGLHV13| 13 55 | 110 16 4 ( ] 8,710 AGELHV13 13 65 | 125 16 4 ] —
AGLHV14| 14 55 | 110 16 4 ( } 9,840 AGELHV14 14 65 | 125 16 4 O] —
AGLHV15| 15 65 | 120 16 4 [ ] 10,600 AGELHV15 15 80 | 140 16 4 O —
AGLHV16| 16 65 | 120 16 4 ( ] 11,800 AGELHV16 16 80 | 140 16 4 O —
AGLHV17| 17 65 | 130 20 4 [ ] 13,400 AGELHV18 18 80 | 145 20 4 ] —
AGLHV18| 18 65 | 130 20 4 () 14,200 AGELHV20 20 100 | 165 20 4 L] —
AGLHV19| 19 75 | 140 20 4 ( ] 15,100 AGELHV22 22 100 | 165 20 4 ] —
AGLHV20| 20 75 | 140 20 4 ( } 16,400 AGELHV24 24 150 | 220 25 4 O] —
AGLHV22| 22 75 | 140 20 4 ( ] 19,400 AGELHV25 25 150 | 220 25 4 O —
AGLHV25| 25 90 | 160 25 4 ( } 22,700 AGELHV28 28 150 | 220 25 4 O —
AGLHV28| 28 90 | 160 25 6 [ ] 26,600 AGELHV30X235| 30 150 | 235 32 4 O —
AGLHV30| 30 90 | 160 25 6 ( } 30,600 AGELHV30X285| 30 200 | 285 32 4 ] —
AGLHV32| 32 | 105 | 190 32 6 [ ) 37,300 AGELHV32X235| 32 150 | 235 32 6 ] —
AGLHV35| 35 | 105 | 190 32 6 () 46,400 AGELHV32X285| 32 | 200 | 285 32 6 O] —
AGLHV40| 40 | 125 | 210 32 6 ( ] 61,100 AGELHV35X235| 35 150 | 235 32 6 O —
AGLHV45| 45 | 145 | 230 32 6 ( } 75,800 AGELHV35X285| 35 200 | 285 32 6 O —
AGLHV45X42 | 45 | 145 | 230 42 6 [ ] 75,800 AGELHV38X235| 38 150 | 235 32 6 O —
AGLHV50| 50 | 145 | 230 32 6 ( ] 97,400 AGELHV38X285| 38 200 | 285 32 6 L] —
AGLHV50X42 | 50 | 145 | 230 42 6 [ ] 97,400 AGELHV40X235| 40 150 | 235 42 6 ] —
QDRI AEREEESTT, AGELHV40X285| 40 200 | 285 42 6 ] —
®:Stocked fiems AGELHV40X340| 40 | 250 | 340 | 42 | 6 | O | —
AGELHV45X290| 45 200 | 290 42 6 ] —
AGELHV45X340| 45 250 | 340 42 6 | —
AGELHV50X290| 50 200 | 290 42 6 Il —
AGELHV50X340| 50 250 | 340 42 6 ] —
AGELHV50X390| 50 300 | 390 42 6 L] —
SBHFEEGAGHVERL O ERREERSTT,

Tolerance of Mill Dia.
is the same as AGHV

[[J:Available for Japan customers only



‘ jgﬁﬁ Stocked Sizes

AG=)L28A
AG-mill Two Flutes BT (Unit) :mm/F (yen)
HSS n ol E [ TR | 28 [ovoa | &R | seae
Co ode No. Dc L L Ds Stock | Price
SIS o mone Srowee 49 | 10 | 60 8 | ® | 3450
*_‘ 5 10 | 60 8 | @ | 2660
. 51 | 12 | 60 8 | @ | 3450
@ mt ) 52 |12 | 60 | 8 | @ | 3450
L s 53 | 12 | 60 8 | ® | 3450
LIST6490 BT (Unit) :mm/F (yen) 2: 1? Zg : : Z,:Zg

TN sz | 9% | 28 |swor | EW | sEme ' : ’

Code No. Dc L L Ds Stock |  Price 56 | 12 60 8 [ 3,450
1 |2 | 50 6 | ® | 3470 57 | 12 | 60 8 | ® | 3450
11| 25 | 50 6 | @ | 44%0 58 | 12 | 60 8 | @ | 3450
12 | 25 | 50 6 | ® | 44% 59 | 12 | 60 8 | @ | 3450
13 | 3 | 50 6 | ® | 4490 6 | 12 | 60 8 | @ | 2660
14 |3 | 50 6 | ® | 4490 61 | 14 | 65 8 | @ | 3450
15| 3 | 50 6 | ® | 3240 62 | 14 | 65 8 | ® | 3450
16 | 35 | 50 6 | ® | 4200 63 | 14 | 65 8 | ® | 3450
17 | 35| 50 6 | ® | 4200 64 | 14 | 65 8 | ® | 3450
18 | 4 | 50 6 | ® | 4200 65 | 14 | 65 | 10 | @ | 2910
19 [ 4 [ 50 6 | ® | 4200 66 | 14 | 65 | 10 | @ | 3760
2 |4 | 50 6 | ® | 3070 67 | 14 | 65| 10 | @ | 3760
21 | 45| 50 6 | @ | 3980 68 | 14 | 65 | 10 | @ | 3760
22 | 45| 50 6 | ® | 3980 69 | 14 | 65 | 10 | @ | 3760
23 |5 | 50 6 | ® | 3980 7 |14 65| 10 | @ | 2910
24 | 5 | 50 6 | ® | 3980 71 /14 | 65 | 10 | @ | 3760
25| 5 | 50 6 | ® | 3030 72 [ 14 | 65| 10 | @ | 3760
26 | 55| 50 6 | @ | 3910 73 |14 | 65 | 10 | @ | 3760
27 | 55| 50 6 | ® | 3910 74 [ 14 65| 10 | @ | 3760
28 | 6 | 50 6 | @ | 3910 75 14 | 65 | 10 | @ | 2910
29 [ 6 | 50 6 | ® | 3910 76 | 14 | 65 | 10 | @ | 3760
3 |6 | 50 6 | ® | 2660 77 |14 | 65 | 10 | @ | 3760
31| 65| 50 6 | @ | 3450 78 | 14 | 65 | 10 | @ | 3760
32 | 65| 50 6 | ® | 3450 79 |14 | 65 | 10 | @ | 3760
33| 7 | 50 6 | ® | 3450 8 |14 65| 10 | @ | 2910
34 |7 | 50 6 | ® | 3450 81 |18 | 70 | 10 | @ | 3760
35| 8 | 60 8 | ® | 2660 82 |18 | 70 | 10 | @ | 3760
36 | 8 | 60 8 | ® | 3450 83 | 18 | 70 | 10 | @ | 3760
378 | 60 8 | ® | 3450 84 |18 70| 10 | @ | 3760
38 | 8 | 60 8 | ® | 3450 85 | 18 | 70 | 10 | @ | 3390
398 | 60 8 | ® | 3450 86 | 18 | 70 | 10 | @ | 4380
4 |8 | 60 8 | ® | 2660 87 |18 | 70 | 10 | @ | 4380
419 | 60 8 | @ | 3450 88 | 18 | 70 | 10 | @ | 4380
42 | 9 | 60 8 | @ | 3450 89 [ 18| 70 | 10 | @ | 4380
43 [10 | 60 8 | ® | 3450 o |18 70| 10 | ® | 3390
44 [10 | 60 8 | @ | 3450 91 [ 18 | 70 | 10 | @ | 4380
45 (10 | 60 8 | ® | 2660 92 [ 18| 70 | 10 | @ | 4380
46 |10 | 60 8 | ® | 3450 93 | 18 | 70 | 10 | @ | 4380
47 [10 | 60 8 | ® | 3450 94 [ 18 70| 10 | @ | 4380
2AGE4.8 48 [10 | 60 8 | ® | 3450 2AGE9.5 95 | 18 | 70 | 10 | @ | 3390




BAT (Unit) :mm/ (yen)

[l =
Code No.

2AGE9.6
2AGE9.8

2AGE10

2AGE10.2

2AGE10.4

2AGE10.6

2AGE10.8

2AGE11

2AGE11.2

2AGE11.4

2AGE11.6
2AGE11.8

2AGE12

2AGE12.2

2AGE12.4

2AGE12.6

2AGE12.8

BAf7 (Unit) :mm/F (yen)

2AGE13

2AGE14

2AGE15

2AGE16

2AGE17

2AGE18

2AGE19

S | AR | 28 [vroR | AE | 5@ T sE | 9% | 28 [seor | awE | sxme
Dc L L Ds Stock |  Price Code No. Dc L L Ds Stock |  Price
96| 18 | 70| 10 | @ | 4380 195] 40 [ 110 20 | @ | 12,700
97| 18| 70| 10 | @ | 4380 20 |40 |110| 20 | @ | 9200
98| 18 | 70| 10 | @ | 4380 21 | 45 [110| 20 | @ | 11,300
90/ 18| 70| 10 | @ | 4380 22 | 45 |110| 20 | @ | 11,300
10 18] 70| 10 | ® | 3390 23 | 50 | 120 | 25 | @ | 13,100
101] 22| 80| 12 | @ | 5860 24 |50 | 120 | 25 | @ | 13100
102 22 | 80| 12 | @ | 5860 25 | 50 [120| 25 | @ | 13,100
103 22 [ 80| 12 | @ | 5860 26 | 50 | 120 | 25 | @ | 14500
104 22 | 80| 12 | @ | 5860 27 |55 [125| 25 | @ | 17200
105 22 [ 80| 12 | @ | 5860 28 | 55 | 125 | 25 | @ | 17,200
106 22 | 80| 12 | @ | 5860 20 |55 [125| 25 | @ | 21,100
107 22| 80| 12 | @ | 5860 30 |55 | 125 | 25 | @ | 21,100
108 22 | 80| 12 | @ | 5860 31 | 60 |145| 32 | @ | 26700
109 22| 80| 12 | @ | 5860 32 |60 | 145| 32 | @ | 26700
11 | 22| 80| 12 | @ | 4360 33 |60 [145| 32 | @ | 30300
1] 22| 80| 12 | @ | 5860 3 |60 | 145 | 32 | @ | 30300
112 22 | 80| 12 | @ | 5860 3 |60 |145| 32 | @ | 30300
13 22 80| 12 | @ | 5860 3 | 60 | 145 | 32 | @ | 34100
114 22 | 80| 12 | @ | 5860 37 | 65 150 | 32 | @ | 36900
1522 [ 80| 12 | @ | 5860 38 |65 | 150 | 32 | @ | 36900
116 22 | 80| 12 | @ | 5860 39 |65 [150 | 32 | @ | 42500
17 22| 80| 12 | @ | 5860 40 | 65 | 150 | 32 | @ | 42500
118 22 | 80| 12 | @ | 5860 42 | 65 | 150 | 32 | @ | 49,400
19 22| 80| 12 | @ | 5860 42 | 65 | 155 | 42 | @ | 49,400
12 | 22| 80| 12 | @ | 4360 45 | 70 [ 155 | 32 | @ | 59,700
121 26 | 90| 16 | @ | 7,260 45 | 70 | 160 | 42 | @ | 59,700
122 26 | 90| 16 | @ | 7,260 48 | 70 | 155 | 32 | @ | 63100
123 26 | 90| 16 | @ [ 7,260 48 | 70 | 160 | 42 | @ | 63,100
124 26 | 90| 16 | @ | 7,260 50 | 70 [155| 32 | @ | 69,200
125 26 | 90| 16 | @ | 7,260 50 | 70 | 160 | 42 | @ | 69,200
126 | 26 | 90 | 16 | @ | 7,260 i 62 (U OO MEERRTT.
127 26 | 90| 16 | @ | 7260 e BEE @:Stockediems

128 | 26 | 90| 16 | @ | 7,260 10 [0~—0.02

129 26 | 90| 16 | @ | 7,260 0 81 10~-0.025

13 | 26 | 90| 16 | @ | 5380 3 0~—0.08

135 26 | 90| 16 | @ [ 7,260

14 | 26 | 90| 16 | @ | 5380

14530 | 95| 16 | @ | 8070

15 | 30 | 95| 16 | @ | 5990

15530 | 95| 16 | @ | 8740

16 |30 | 95| 16 | @ | 6470

165| 35 | 105 | 20 | @ | 10,500

17 | 35 [105| 20 | @ | 7,750

175] 35 [105 | 20 | @ [ 10500

18 |3 [105| 20 | @ | 7,750

185] 40 [ 110 | 20 | @ [ 12,700

19 | 40 [110| 20 | @ | 9290

10




‘ 7."555 Stocked Sizes

AGE2WA =547 L AGIL2A OYvo
AG-mill Two Flutes Medium AG-mill Two Flutes Long
HSS 1 HSS 1
Co h7 Co h7
I-74v9 TE#ME RUNE YrUoBsss I-74v9 TIE#E RUNA yrooBhss

———
B el Bt

¢ Ds

L L
LIST6492 BAT (Unit) :mm/F (yen) LIST6494 BIGT (Unit) :mm/[ (yen)
N sz | UR | 2R | Svor | wE | SEmE HRiS NE | 28 | v | BE | sEmE
Code No. Dc L L Ds Stock Price Code No. 2 L Ds Stock Price
1 | 3 | 50 6 | ® | 3470 15 | 60 6 | ® | 3170
15| 45| 50 6 | @ | 3240 20 | 60 8 | @ | 3170
2 | 7 | 50 6 | ® | 3070 25 | 65 8 | @ | 3170
25| 7 | 50 6 | @ | 3030 25 | 65 8 | @ | 3170
3 | 9 | 50 6 | ® | 2660 35| 80| 10 | @ | 369
3512 | 60 8 | @ | 2660 35| 80| 10 | @ | 369
4 [12 | 60 8 | @ | 2660 45 | 95| 10 | @ | 4110
4515 | 60 8 | @ | 2660 45| 95| 10 | @ | 4110
5 |15 | 60 8 | @ | 2660 55 | 105 | 12 | @ | 5,080
5515 | 60 8 | @ | 2660 55 105 | 12 | @ | 5080
6 |15 | 60 8 | @ | 2660 55 110 | 16 | @ | 6520
65/20 | 65| 10 | @ | 2910 55 110 16 | @ | 6520
7 |20 [ 65| 10 | @ [ 2910 65 | 120 | 16 | @ | 7,210
7520 | 65| 10 | @ | 2910 65| 120 | 16 | @ | 8,040
8 [20 | 65| 10 | @ | 2910 65 | 130 | 20 | @ | 9,800
85|25 | 75| 10 | @ | 3390 65130 | 20 | @ | 9,800
9 |25 | 75| 10 | @ | 3390 75 1140 | 20 | @ | 11,400
95|25 | 75| 10 | @ | 3390 75 140 | 20 | @ | 11,400
10 |25 | 75| 10 | @ | 339 75 1140 | 20 | @ | 14,400
11 |30 | 80| 12 | @ | 4360 75| 140 | 20 | @ | 14,400
12 |30 | 80| 12 | @ | 4360 9 [ 160 | 25 | @ | 17,800
13 |35 | 90| 16 | @ | 5380 9 | 160 25 | @ | 17,800
14 [35 | 90| 16 | @ | 5380 9 | 160 | 25 | @ | 17,800
15 |40 | 95| 16 | @ | 5990 9 | 160 | 25 | @ | 19,700
16 |40 | 95| 16 | @ | 6470 9 | 160 | 25 | @ | 23400
17 |40 [105]| 20 | @ | 7,750 9 | 160 | 25 | @ | 23400
18 |40 | 105 | 20 | @ | 7,750 9 | 160 | 25 | @ | 28,100
19 [45 [110]| 20 | @ | 9,290 90 | 160 | 25 | @ | 28100
2AGEM20 | 20 [45 [ 110 | 20 | @ | 9,290 105 | 190 | 32 | @ | 34,400
4t (U ORI AL TT. 105 | 190 | 32 | @ | 34,400
_5’#& Dia.of Mil Shmose @:Stocked Items 105 190 32 °® 42,500
%Zi#BA Above LT Upto Tolerance
0 10~—002 105 | 190 | 32 | @ | 42,500
10 0~—0.025 105 | 190 | 32 | @ | 42500
105 | 190 | 32 | @ | 45200
125 | 210 | 32 | @ | 50500
125 | 210 | 32 | @ | 50,500
125 | 210 | 32 | @ | 59200
125 | 210 | 32 | @ | 59,200
AT (Unit):mm @DEMmIE IREEERTT
S14Z Dia.of Mill semese @:Stocked ltems
%#HBA Above BLTF Upto Tolerance
10 | 0~—0.02
10 31 [0~—0.025
31 0~—0.03

11



AG=L4¥H

AG-mill Four Flutes

AG] 'S 130°

174

BAA7 (Unit):mm/M (yen)

e a2 | NE | 28 | ok | wE | sk
T34y TRAE LN vroEnEE Code No. Dc L L Ds Stock |  Price
E 24 50 | 120 25 @ | 14,500
25 | 50 | 120 | 25 ® | 14,500
% ¢D¢% 26 | 50 | 120 | 25 ® | 15900
#Ds 27 | 55 | 125 | 25 ® | 18,900
LIST646 BA7 (Unit) :mm/M (yen) 22 Zg ::22 zg : ;:’Zgg
R sz | 9E | 28 | vk | uE | sEmEE ’
Code No. [NV AN Ds | Stock | Price 30 | 55 125 | 25 | @ | 23,200
25| 7 | 50 6 | ® | 3330 31 | 60 | 145 | 32 | @ | 29,300
3 9 | 50 6 ® | 2930 32 60 | 145 | 32 ® | 29,300
35| 12 | 60 8 ® | 2930 33 60 | 145 | 32 ® | 33,200
4 | 12 | 60 8 ® | 2930 34 60 | 145 | 32 ® | 33,200
45| 15 | 60 8 | @ | 2930 35 | 60 | 145 | 32 | @ | 33200
5 | 15 | 60 8 ® | 2930 36 60 | 145 | 32 ® | 37,300
55| 15 | 60 8 ® | 2930 37 65 | 150 | 32 ® | 40,100
6 15 | 60 8 ® | 2930 38 65 | 150 32 ® | 40,100
65|20 | 65| 10 | @ | 3210 39 | 65 | 150 | 32 | @ | 46,500
7 |20 | 65 10 ® | 3210 40 65 | 150 32 ® | 46,500
7520 | 65| 10 | @ | 3210 42 | 65 | 150 | 32 | @ | 53600
8 | 20 | 65 10 ® | 3210 42 65 | 155 42 ® | 53,600
85| 25 | 75 10 ® | 3730 45 70 | 155 | 32 ® | 65,000
9 |25 | 75 10 ® | 3,730 45 70 | 160 42 @ | 65,000
95|25 | 75| 10 | @ | 3730 48 | 70 | 155 | 32 | @ | 69,500
10 | 25 | 75 10 ® | 3730 48 70 | 160 42 ® | 69,500
105 | 30 | 80 12 ® | 6,460 50 70 | 155 | 32 ® | 77,900
11 30 | 80 12 ® | 479 4AGE50X42 | 50 | 70 | 160 | 42 ® | 77,900
12 |30 | & 12 SR L g | UE | 2F | vvioR | EE | SEME
125 | 35 | 90 16 ® | 38010 Code No. Dc | £ L Ds | Stock | Price
13 [ 35| 90| 16 | @ | 5930 10 | 25| 75| 10 | @ | 3730
135 | 35 | 90 16 ® | 8010 12 | 30 | 80 12 ® | 479
14 |35 | 90 16 ® | 5930 16 | 40 | 95| 16 ® | 7,120
14540 | 95| 16 | @ | 8890 20 | 45 | 110 | 20 | @ | 10,300
15 | 40 | 95 16 ® | 6580 4AGEPT25 |25 | 50 | 120 | 25 ® | 14,500
155 | 40 | 95| 16 ® | 9,600 _ . WU @O ERLIE
16 40 95 16 o 7,120 %8 7‘? Tbiovziaﬂfg Upto 4A TOler :g"z'@d ltems
165 40 | 105 | 20 | @ | 11,700 10 [0~—0.020 | +0.020~0
17 40 105 20 ) 8,530 10 30 0~—0.025 | 4+0.025~0
175 | 40 | 105 | 20 ® | 11,700 2l 0~=0.030
18 | 40 | 105 | 20 ® | 8530
185 | 45 | 110 20 ® | 14,000
19 | 45 [ 110 | 20 ® | 10,300
195 | 45 | 110 20 ® | 14,000
20 | 45 [ 110 | =20 ® | 10,300
21 45 | 110 20 ® | 12,500
22 | 45 [ 110 | 20 ® | 12,500
4AGE23 23 | 50 | 120 | 25 ® | 14,500
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‘ 7."555 Stocked Sizes

AGI)L4WA OVI

AG-mill Four Flutes Long

HSS 1
Co h7

I-74v9 TIEME RUNhE vr/oBneE

T ¢D¢
L 4 Ds

L

LIST6498

BAi7 (Unit):mm/MA (yen)

AG=J)b R=IJb
AGLE 1307 17

AG-mill Ball
I-74v7 IRHE WUNE yroEReE

¢Ds

LIST6420 BT (Unit) :mm/M (yen)

e & | 28 |veor | wE | sEmE fr:—»#& 0E | DE | 28 [vrvr| wE | sEms
Code No. L L Ds Stock |  Price Code No. R Dc | £ L Ds |Stock | Price
15 | 60 6 | ® | 3500 2AGREO5 | 05 | 1| 2| 55| 6 | @ | 6210
20 | 60 8 | @ | 3500 2AGRE1 1 2| 4] 60| 6 | @] 5420
25 | 65 8 | ® | 3500 2AGRE15 | 15| 3| 6| 70| 6 | @ | 5420
25 | 65 8 | @ | 3500 2AGRE2 | 2 4 8| 80 6 | @] 5420
35| 80| 10 | @ | 4,040 2AGRE25 | 25 | 5| 10| 80| 6 | @ | 5630
35| 80| 10 | @ | 4040 2AGRE3 | 3 612 90| 6 | ® | 5630
45| 95| 10 | @ | 4520 2AGRE35 | 35 | 7|14 100 6 | @ | 629
45| 95| 10 | @ | 452 2AGRE4 | 4 8| 16100 8 | @] 6290
55 1105 | 12 | @ | 5570 2AGRE45 | 45 | 9|18 |110| 8 | @ | 7,580
55 | 105 | 12 | @ | 5570 2AGRE5S | 5 | 10 |20 |110| 10 | @ | 7580
55 110 | 16 | @ | 7,180 2AGRE55 | 55 | 11 |22 120 10 | @ | 9,280
55 110 | 16 | @ | 7,180 2AGRE6 | 6 | 12 | 24 [120] 12 | @ | 9,280
65120 | 16 | @ | 7930 2AGRE65 | 65 | 13 | 26 | 140 | 12 | @ |11,600
65120 | 16 | @ | 8850 2AGRE7 | 7 | 14 |28 [140| 12 | @ [11,600
65 130 | 20 | @ | 10,800 2AGRE7.5 | 75 | 15 | 30 | 150 | 16 | @ | 14,300
65130 | 20 | @ | 10,800 2AGRE8 | 8 | 16 |32 [ 150 16 | @ | 14,300
75 1140 | 20 | @ | 12,600 2AGRE9 o |18 |3 150 16 | @ |16500
75 140 | 20 | @ | 12,600 2AGRE10 | 10 | 20 | 40 | 160 | 20 | @ | 19,600
75 140 | 20 | @ | 15800 2AGRE12.5| 125 | 25 | 50 | 180 | 25 | @ | 25,600
75 | 140 20 ® | 15,800 BAT (Unit):mm @S BT E S,
9 | 160 | 25 | @ | 19,600 @ Stocked ems
0 | 160 | 25 | @ | 19,600 0~—0.02 +0.02~—0.01
9 | 160 | 25 | @ | 19,600
9 | 160 | 25 | @ | 21,500
9 | 160 | 25 | @ | 25600
9 | 160 | 25 | @ | 25600
9 | 160 | 25 | @ | 30,900 56 (Unit):mm/F3 (yen)
90 | 160 25 @® | 30,900 FARELS HE | IR | 2R | SRR | R | SER
: Code No. Dc L L Ds Stock |  Price
105 190 | 32 | @ | 87,700 4AGELPT10 | 10 | 45 | 95| 10 | @ | 4520
105 190 | 32 | @ | 37,700 2 5 Ti5 | 12 | ® | 557
105 1190 | 32 | @ | 47,000 4AGELPT16 | 16 | 65 | 120 | 16 | @ | 8850
1051190 | 82 | @ | 47,000 20 [ 75 [140 | 20 | @ | 12,600
105 1190 | 32 | @ | 49600 4AGELPT25 | 25 | 90 | 160 | 25 | @ | 19,600
125 | 210 32 ® | 55300 5442 Dia.of Mil P Tolerance FETT o
125 | 210 32 [ ) 55,300 ZHBA Above LI Upto 4AGELPT @:Stocked Htems
s 20| e | |00 o
125 | 210 32 @® | 65,100 30 0~—0.030
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‘ Eﬁm‘ﬁ“%‘# Standard Milling Conditions

AGRES AG=E)V 574149 Ya—hk AG-mill Roughing Short
I \cis{ =390\ = w F' e/ Lo B VE - 1 V0o b &4 Ll )l AG-mill Roughing Regular Length Short

It " N Shas PEDE
Work Marerial oSS SAEH % MRS E Hix Dia.of Mill
i S-C SCM.NAK.HPM ATV SUS FIVEE FC.FCD
PICIESES Structural Steels Alloy Steels Mold Steels Nickel Alloys Cast Irons Aluminum Alloys . N
Milling Carbon Steels Heat treated Steels Stainless Steels Titanium Alloys Copper Alloys BMLOBE
Conditions Nonferrous Alloys Grooving Milling
Sz EER# | XDRE | BERE | XDRE | BlER# | EDRE | BE# |[XORE | EERE | XDERE | BEH | EDRE
i E= (mr_n) Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed D
Dia.of Mill (min't) | (mm/min) | (min) | (mm/min) | (min) | (mm/min) [ (min) | (mm/min) | (min?) | (mm/min) [ (mint) | (mm/min) | BITF
6 2100 260 1600 180 1300 100 1100 75 2400 320 4500 1200 D,
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
15 850 | 280 | 640 | 190 | 530 | 120 | 420 | 84 | 960 | 340 | 1800 | 1300 Saoiing
20 640 260 480 180 400 110 320 78 720 340 1400 1300 15D
25 510 290 380 200 320 130 250 87 570 390 1100 1400 OL)?JI?
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

Vel (= Vg \c i | i Fo7Ly B X Nl AG-mill Roughing Medium

[=E]

JJH e ss 2 542@ sk HNAS e TIESOLEE Eadinigi
Yoo KSR ST goMNAKHPM ATYLAE SUs  Fyvasm FC.FCD e '

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

Milling Carbon Steels Heat treated Steels Stainless Steels Titanium Alloys Copper Alloys fﬂu;@%ﬁ
Conditions Nonferrous Alloys rooving Miling
N OERE | XDEE | [EEE | EXDRE | BiR | EDFRE | DEH | XDERE [ | EXDEE | BEH | EDEE D

.& (mrr‘) 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) | AT
6 2100 180 1600 120 1300 75 1100 50 2400 220 4500 800 - L >

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

BEMINHE

15 850 | 200 | 640 | 130 | 530 | 86 | 420 | 59 960 | 240 | 1800 | 920 Side Miling
20 640 | 180 | 480 | 120 | 400 | 81 320 | 55 720 | 240 | 1400 | 890 15D
25 510 | 190 | 380 | 130 | 320 | 85 | 250 | 58 570 | 260 | 1100 | 950 OL-\E_E

30 420 | 170 320 | 120 270 | 76 210 | 52 480 | 240 900 | 860 %Lf

40 320 | 110 | 240 | 76 | 200 | 49 | 160 | 34 360 | 150 | 680 | 560

50 250 | 71 | 190 | 48 | 160 | 31 130 | 21 200 | 100 | 540 | 350

1) RZIT (T7 7 0—%$#3E) OHEEEEHEEEEETNETRT0%ICL TSN,

2) TR LW IREN P R E N RE T X RIRITISU THIHIRMFEEEL TS,
3) AT L ZEM T T35 AT Ty TIMTIL TS,

4) THEE £ F2ERIERKEET BRI OERESTTHOLET,

1) 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.
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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‘ Ezﬁmﬁ“%ﬁl: Standard Milling Conditions

:\cl: |9 Nc i | B=dv FeJl, Al u WA Bl AG-mill Roughing Long

#HlH WERE SS

' ‘ I Pl D:T > K3 L4
FNAK AT s = Dia.of Mill

Work Material e =~
m#M S-C SCMNAKHPM  A7YLZ# SUS FC.FCD

PIEIESES

Milling

Structural Steels
Carbon Steels

Alloy Steels
[REERICEICOISICETS]

Mold Steels
Stainless Steels

Cast Irons

Aluminum Alloys
Copper Alloys

Conditions Nonferrous Alloys
Sz EERH | EOEE | B | X0EE | EEH | X0EE | EEK | X0EE | EER | X0mE vt
ft (”"T‘) 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) 1
6 2100 130 1600 90 1300 60 2400 170 4500 650 0.2D 3D
8 1600 150 1200 100 1000 65 1800 180 3400 700 I T
10 1300 150 960 100 800 65 1400 180 2700 700 a
12 1100 150 800 100 660 65 1200 180 2300 700
15 850 150 640 100 530 66 960 180 1800 700
20 640 140 480 95 400 61 720 180 1400 670
25 510 150 380 98 320 64 570 200 1100 710
30 420 130 320 88 270 57 480 180 900 650
40 320 85 240 57 200 37 360 120 680 420
50 250 53 190 36 160 23 290 73 540 260

AGREU/AG=I 5719 OV0Yv

29 SLX#

REIA
Work Material
Pl IESES

Milling
Conditions

BERM SS
Xl S-C

Structural Steels
Carbon Steels

[=Ei]

Alloy Steels
Heat treated Steels

$428 _SKD
SCMINAKHPM A7~YVA# SUS

Mold Steels
Stainless Steels

MHRSE
FIVEE
Nickel Alloys

Titanium Alloys

FC.FCD

Cast Irons

AG-mill Roughing Long Shank SX Type
AG-mill Roughing Long Shank SLX Type

ES ]

Aluminum Alloys
Copper Alloys
Nonferrous Alloys

ZILSSUAES IRETENRPIZ v
El=F

Dia.of Mill

RIEMTOESE

SR oy R@Eﬁﬁl EDRE @E?ﬂ EORE @Ef.ﬁ EDRE @Eﬁ EORE @ﬁfﬁ EDRE @E;ﬂ EDRE Side Milling
Dia.of Mill (%tia[:!%n (ml;?/?r?in) cmrﬁiar:-l?)n (mlr:\;e/enc:in) FE?r:iit-I?)n (mlr:r?/(;r}:in) F(kr;:iant-l?)n (ml;?/er%n) Félr::iit!?)n (mlr:r?‘/er}\‘wjin) F(kr:':iag-l?)n (m':ne/?ndin) 1.5D~2D
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 0.1 D= <
30 420 130 320 88 270 57 210 39 480 180 900 650
85 360 120 270 79 230 51 180 65 410 160 770 580
40 320 85 240 57 200 37 160 25 360 120 680 420
50 250 58/ 190 36 160 23 130 16 290 73 540 260

AGRERS-R/AG=JL

REA
Work Material
Pl ESE

Milling
Conditions

#EmRM SS
X%l S-C

Structural Steels
Carbon Steels

= Lo/t M- D d AG-mill Roughing Radius

(=]

=fo $42§_SKD
SCMNAK,HPM A7YL2A# SUS

Alloy Steels
Heat treated Steels

Mold Steels
Stainless Steels

[E=F
FYVEE

Nickel Alloys
Titanium Alloys

FC.FCD

Cast Irons

WEE
FEixER

Aluminum Alloys
Copper Alloys

Nonferrous Alloys

S (mm) @Eﬁ_ﬁl EDEE @ﬁl—:\lﬁl EORE @E;ﬂ EDEE @Ef\_ﬁ EORE @E& EOERE @Ef\_ﬁ EDEE
Dia.of Mil l?ﬁ'ltiar:'l?)n (mlr::/en?in) Fé%tﬁﬂ?)n (ml:'?/?gin) Fé(r’r:iar:'l?)n (mlr::/enﬁlin) Fé%tf:'?)n (mll:'r?/?ndin) Fz(r)r:iar:!?)n (mfr?/il-liin) Fég.t"ann?; (ml;?/?ndin)

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

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 DA 133XV REZE80%(-L T/,
2) RZAINT (T77O0—%H#3%) DIFEIEEEHREE)REEThZh70%ICL TS,

3) TS LIRB P B ENRETIEX I RRICIEU TIBIEHEERL TS,
4) 27 L ZSEN LT BB AT Ty NCIMIL TS,
5) ME#E S F2 AL ICERAEMEIARIOERESTIHLET,

1) When using SLX Type, reduce the feed to 80% of table values.
2) In dry milling(recommend air blow), reduce the rotation and feed to 70% of table values.

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

4) Use in wet condition in case of Stainless Steels.
5) Recommend use of non water soluble cutting fluid to Nickel Alloys, Titanium Alloys.
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FIL=SUAEE ESNIZIS

Dia.of Mill

ENIOBE
Grooving Milling

il
D

BIEMIOBE
Side Milling

1.5D

0.5D
N




yXc]o (O \c) /RN <l AG-mill HEAVY

[=E=i]

WHH e og E= S428 SKD WAAS

Work Material pirid =~ N
- K& SC  gomNAKHPM ATYLAE sus  Forvam
PIEIES Structural Steels Alloy Steels Mold Steels Nickel Alloys

FC.FCD

Cast Irons

PIVEZULEE
E=F
FEHkER

Aluminum Alloys

D:I RILHMZ

Dia.of Mill

EMIOHE

.\ B o\ Nc i RN <Ll u D27 48 AG-mill HEAVY Long

(=]

ikl HEmE SS Y428 SKD ek
worMatetal gz S-C ol 25UL28 sUs FC.FCD
PICIESES Structural Steels Alloy Steels Mold Steels Cast Irons Aluminum Alloys
Milling Carbon Steels Heat treated Steels Stainless Steels Copper Alloys
Conditions Nonferrous Alloys
sz C#E | EDRE | EEH | EDERE | [EH | Z0ERE | BEH | XDERE | BEH | XDEE
B ES (m@ 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)
3 5000 180 3800 120 3200 80 5800 470 10800 840
5 3000 180 2300 120 1900 80 3500 470 6500 840
6 2500 180 1900 120 1600 80 2900 480 5400 840
8 1900 180 1400 120 1200 80 2200 480 4100 840
10 1500 180 1200 120 1000 80 1700 490 3200 840
12 1250 180 1000 120 800 80 1400 480 2800 840
15 1000 180 800 120 600 80 1200 480 2200 800
20 750 160 600 110 500 70 900 460 1700 700
25 600 140 500 100 400 60 700 350 1300 600
30 500 120 400 90 300 60 600 300 1100 560

1) RZIT (L7 7 O—%$#38) DB EBEEHEEEEETNETRT0%ICL TS,

2) 7= LUIREN P B E N RE T REXE RRICISU THIHIRFEEEL TSN,
3) A7 L ZMEM T 3H AR Ty TIIL TS,

4) HEE SR F2EBRICETKBEETHARIOERESTTOLET,

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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Miling Carbon Steels Heat treated Steels Stainless Steels Titanium Alloys Sopper. ?"ﬁ?’fys Grocving Miing
SR\ | DS | RORE | BERE | ROERE | EEMH | XOEE | EEH | XORE | OGN | ROERE | BEH | EOEE| o 5D
Dia.of Mill '??rfiar:-'?)n (mfr?/en?in) l?r)rzi?lt'l?)n (mfr?/?ndin) ?‘r::iar:'l?)n (m':r?/?ndin) F(mmtiant-'?)n (mfr?/err?in) R(?ntiant'l?)n (mfne/?ndin) F(kr‘;:;t‘l?)n (ml::/en?in) LT ‘I];’_
3 5000 | 290 | 3800 190 | 3200 130 | 2500 90 5800 770 | 10800 | 1320 LE>
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 E:I‘Eﬂ“e'ﬁg;%
12 1250 290 1000 200 800 130 600 90 1400 790 2800 | 1320 15D
15 1000 290 800 200 600 130 500 90 1200 790 2200 | 1320 0%;—?
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

D:T>RIVHHE

Dia.of Mill

flEmInEs
Side Milling

0.1D

I
3D

Y

LF




N 2
‘ Eﬁﬂ]ﬁ“%‘* Standard Milling Conditions
AGELHV/AG=)L AE— IFZAMS0OVYT FeEuNGIFAAESTERR T

1l HEmE SS H=N 9428 SKD ek

ZINSSULASE IRl
Work Material Y = Hes Dia.of Mill

t)JﬁIJ%{EF Structural Steels Alloy Steels Mold Steels Cast Irons Aluminum Alloys

Cohgitljliit?gns Carbon Steels Heat treated Steels Stainless Steels Ngrggﬁ%t?”:lyosys
Een\ | EEH | EOZE | B | E0EE | EER | X0EE | EEN | X0EE | EEH | 202E Saoilng
DiatcfMil Fz:ﬁiarl:'l?)n (mlr::/?ndin) thr::iag'l?)n (mlr::/ensin) Fz(rﬁiarl:'l?)n (mlr:ms/?:in) F(kr:':iarf!?)n (mf:/?:in) Fzg':iarf'l?)n (ml:f/en%n)
3 | 5000 | 110 | 3800 | 75 | 3200 | 50 | 5800 | 300 | 10800 | 500 010 [°P
5 | 3000 | 110 | 2300 | 75 | 1900 | 50 | 3500 | 300 | 6500 | 500 ME L
6 | 2500 | 110 | 1900 | 75 | 1600 | 50 | 2900 | 300 | 5400 | 500
8 | 1900 | 110 | 1400 | 75 | 1200 | 50 | 2200 | 300 | 4100 | 500
10 | 1500 | 110 | 1200 | 75 | 1000 | 50 | 1700 | 300 | 3200 | 500
12 | 1250 | 110 | 1000 | 75 800 | 50 | 1400 | 300 | 2800 | 500
15 | 1000 | 110 800 | 75 600 | 50 | 1200 | 300 | 2200 | 500
20 750 | 100 600 | 70 500 | 45 900 | 200 | 1700 | 450
25 600 90 500 | 65 40 | 40 700 | 230 | 1300 | 400
30 500 80 400 | 60 300 | 40 600 | 200 | 1100 | 370
40 370 67 30 | 43 240 | 28 400 | 175 800 | 300
50 300 34 240 | 23 190 | 15 350 90 650 | 150

1) R (T770—%$#3E) DHEREEHEESEREETNETNT0%6ICL TSN,

2) T RIS LIREIP BEP RETHEEE KRICICUTHIHIRMGFEEEL TS,
3) RFLLRAEEMTI Y 3358 Ty CAIL TS,

4) MHAE S FE2ERIITKBEE BRI OFERESTTOLET,

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 AG=Jb h=—Ib FXegyilN=El

BHE  gemg g5 2 OZ 9428 SKD  WHAS % = o
vorklelerdl e 8.C ol 2FUUAM SUS  FHUES FC.FCD . O,

R— LR Pl IESE Structural Steels Alloy Steels Mold Steels Nickel Alloys Cast Irons Aluminum Alloys Ball Radius
e Milling Carbon Steels Heat treated Steels Stainless Steels Titanium Alloys Copper Alloys
Ball Radius Condition Nonferrous Alloys

(mm)
hAHE [ElER#) | XDRE | EEH | EDRE | BERE XORE | DE# | XDRE | IR | EDERE | IR | XDERE
Depth of cut Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
ap Pf (min'!) | (mm/min) [ (min!) | (mm/min) | (min-1) | (mm/min)| (min-!) | (mm/min) | (min-") [(mm/min)| (min-!) | (mm/min) RAEMIOEE

R1 | 08| 0.8 7200| 120 | 4800 | 74 | 4000 | 66 | 3200 | 42 | 7200| 140 |14000| 410 |
R2 | 16| 16| 3600| 140 | 2400 | 82 | 2000 | 75 | 1600 | 45 | 3600| 150 | 6800| 460 | -4
R3 | 24| 24| 2400| 150 | 1600 | 88 | 1300 | 78 | 1100 | 50 | 2400| 160 | 4500| 480 Pr h
BMLI'R5 |4 |4 | 1400] 150 | 960 | 95 | 800 | 86 | 640 | 51 | 1400| 170 | 2700| 510

R8 | 64| 64| 900| 150 | 600 | 93 | 500 | 87 | 400 | 52 | 900| 170 | 1700| 510
R10 | 8 | 8 | 720| 150 | 480 | o1 | 400 | 86 | 320 | 51 | 720| 170 | 1400| 510
R125[10 [10 | 570| 140 | 380 | &1 | 320 | 76 | 250 | 43 | 570| 160 | 1100| 490
R1 | 0.2] 0.3/12000| 600 | 8000 | 360 | 6600 | 260 | 5300 | 160 |12000| 630 |23000| 1400
R2 | 0.2 0.4| 8200 660 | 5500 | 400 | 4600 | 290 | 3700 | 180 | 8200| 690 |16000| 1500
s pis|R 3 | 05] 05] 4300] 470 [ 2000 | 200 | 2400 [ 210 | 1900 | 130 | 4300] 500 | 8200 1100
T |R5 | 05| 0.6] 3300| 590 | 2200 | 360 | 1800 | 260 | 1500 | 160 | 3300| 620 | 6200 1300
FrenseTe [ 05] 0.8] 2600| 730 | 1700 | 430 | 1400 | 310 | 1100 | 190 | 2600| 760 | 4900 1600
R10 | 0.5] 0.9| 2300 780 | 1500 | 460 | 1300 | 350 | 1000 | 210 | 2300| 820 | 4300 1800
R125| 0.5 1 | 2000 840 | 1400 | 530 | 1100 | 370 | 910 | 230 | 2000| 880 | 3900 | 2000

VA ) Nt DIIZRILAME

1) £ EFITIEhA'0.01mmEL B L5k ap PR E>TVET, 1) Depth of cut(ap & Pf) is calculated to be 0.01mm(=h) in finishing process.

2) RZAINI (T 77 O—%H#3E) DB E I EEHEXREE TN TNT0%ICL TSN, 2) In dry milling(recommend air blow), reduce the rotation and feed to 70% of table values.
3) T LVIREIC RSN RE THEXE RRITSUTEIYIEEEZEEL TS, 3) Adjust milling condition when unusual vibration, different sound occur by cutting.

4) 7L ZEN I T 355137 Ty T IL T, 4) Use in wet condition in case of Stainless Steels.

5) & €. F2 &R ICERKBETHRFIOERESTIOLET, 5) Recommend use of non water soluble cutting fluid to Nickel Alloys, Titanium Alloys.
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2AGE AG=L2mA
=¥\l 3\ Vel =15 B Z o I8 AG-miill Two Flutes Medium

AG-mill Two Flutes

ikl = a2l . R VAEECIRZES DI KL
WorkMaterl %%?mﬁﬁ 56 HETEA zgiﬁﬁfﬂﬁsgs ?mf{ii% = a2 Dia. of Mill
& SCM,NAK,HPM ‘ = : FRERE
Structural Steels Alloy Steels Mold Steels Nickel Alloys Cast Irons Aluminum Alloys
Carbon Steels Heat treated Steels Stainless Steels Titanium Alloys Copper Alloys
Nonferrous Alloys BMIOHZE
PaxES Grooving Milling
Dizzho;l)\/lill 0\5 D ’_
2 7900 180 6400 140 4000 70 3200 45 7200 420 | 14000 | 720 LT I ‘ D
3 5300 200 4200 140 2700 70 2100 50 4800 440 9000 | 760
5 3200 200 2500 140 1600 70 1300 50 2900 430 5400 | 740
6 2600 200 2100 140 1300 70 1100 50 2400 440 4500 | 760
8 2000 200 1600 140 1000 70 800 50 1800 440 3400 | 760
10 1590 200 1270 140 800 70 640 50 1400 450 2700 | 770 g'i'gf’%g%
12 1330 200 1060 140 660 70 530 50 1200 440 2300 | 760 1
15 1060 200 850 140 530 70 420 50 960 440 1800 | 760 |0.25D ‘1'5D
20 800 190 640 130 400 65 320 45 720 410 1400 | 720 LZF»L«
25 640 150 510 100 320 50 250 35 570 320 1100 | 550
30 530 120 420 82 270 40 210 30 480 250 900 | 440
40 400 80 320 60 200 30 160 20 360 170 680 | 300
50 320 40 250 30 160 15 130 10 290 90 540 | 140

=) \c| S \c = 55 B s 278 AG-mill Two Flutes Long

JJRHM  mamE ss = S428 SKD WRES ok o
eRill S-C SCM.NAK.HPM ATVUA# SUS FIVER FC.FCD ST
Structural Steels Alloy Steels Mold Steels Nickel Alloys Cast Irons Aluminum Alloys
Carbon Steels Heat treated Steels Stainless Steels Titanium Alloys Copper Alloys
Nonferrous Alloys
Nz
Dia. of Mill
(mm)
3 4200 80 3200 55 2700 35 2100 25 4800 220 9000 380
5 2500 80 1900 55 1600 35 1300 25 2900 220 5400 380
6 2100 80 1600 55 1300 85) 1100 25 2400 220 4500 380
8 1600 80 1200 55 1000 85) 800 25 1800 220 3400 380
10 1300 80 960 55 800 35 640 25 1400 220 2700 390
12 1100 80 800 55 660 35 530 25 1200 220 2300 380
15 850 80 640 55 530 35 420 25 960 220 1800 380
20 640 75 480 50 400 30 320 25 720 210 1400 360
25 510 60 380 40 320 25 250 20 570 160 1100 270
30 420 50 320 30 270 20 210 15 480 130 900 220

1) RZA NI (T7 T O—%H#32) DA REEHER)REEZNTN70%ICL TZE,

2) 7= HRIC SOIRBIC BBV RE T HEZERRICICU THIHIREFEERL T2,
3) A7 UL ZAEN LY BB AT Ty NCIIL TAZELY,
4) THEAE € F2 B2 ICITKBETEIARIOERAESTIHLET,

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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D:I RIVHME
Dia. of Mill

RAEMIOBE
Side Milling

0.1D 3D
EF 0




‘ Eﬁﬂ]ﬁ“%‘* Standard Milling Conditions

Y Ne| TN 178558 AG-mill Four Flutes

HHIAA " = ] : - pAI/E=toJN=F - D:T>FIL5HE
PReRs SCMNAKHPM A7 /YA = : VT
Structural Steels Alloy Steels Mold Steels Nickel Alloys Cast Irons Aluminum Alloys
Carbon Steels Heat treated Steels Stainless Steels Titanium Alloys Copper Alloys
Nonferrous Alloys
PAEs fsa?zb&ﬁ?gxﬁﬁ
Dia. of Mill
(mm)
3 5300 250 4200 180 2700 90 2100 61 4800 550 9000 950 0.25D 1.5D
5 3200 250 2500 180 1600 86 1300 59 2900 550 5400 920 HF, 1.
6 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
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
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

REI

Sl SS

AP

SKD

Ve S e 728 ks B s 25 8 AG-mill Four Flutes Long

MH#EE

ZIVEZULEE

D: I RIVAHME

Work Material iy i) = NS e Dia.of Mill
i S-C SCM.NAK.HPM ATVUA# SUS FIVER FC.FCD JEem
Structural Steels Alloy Steels Mold Steels Nickel Alloys Cast Irons Aluminum Alloys
Carbon Steels Heat treated Steels Stainless Steels Titanium Alloys Copper Alloys
Nonferrous Alloys
iz 13&\_{;&71&%@%%
Dia. of Mill et
(mm)
8 4200 110 3200 73 2700 48 2100 33 4800 290 9000 510 0.1D 3D
5) 2500 110 1900 72 1600 46 1300 88 2900 290 5400 490 m«
6 2100 110 1600 73 1300 47 1100 88] 2400 290 4500 500
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
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 3 720 280 1400 480
25 510 78 380 53 320 34 250 28 570 210 1100 370
30 420 63 320 42 270 27 210 19 480 170 900 290
1) RZAII (T7 T O—%H#32) DA EEHEX)REEZNZNT70%ICL TZE,
2) 7= XS S IREI P R BN RETHEX G IRRISU THIEIER G EERL TEE,
3) A7 UL ZAEN T BB AT Ty NTIILTAZEL,
4) G S FE2ERICRTKBEEGH 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.
M B R A HREBXEME-9-298FREIVT7F 0365685111
NACH' ELARM SLREEIUHATHEAR1-1-1 0764235111
. —_ JESVEZEES (Oversea Div.) +81-3-5568-5241
#Ra N8 http//www.nachi-fujikoshi.co.jp/
% H A X #f 0355686285 FHH A X #t 052-769-6816 o H A~ X #t 06-71785101 (#k)7F 7B 03-5568-5190
EE=E2EpT 011-782-0006 R B 32 5 0534544160 HhEMNERE 0825687460  (#)F F & 03-6252-3677
LI & ZE P 0237-71-0321  db BE X f5 076-425-8013 1 M X & 092-441-2505  (#)7F F&E 062-769-6911
& 5 2 ¥ Fr 0249914511 (#R)FF 1tk 076-424-3991
1t B &R 2 J& 0276-46-7511 (#k)7 FBaF& 06-7178-2200
1§ N & % AT 0268-28-7863
CATALOG NO. 2265-11
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