NACHI

, BASSIRELLIAFRIEE LT

\G S5 71 B 51

~ AG-mill Series

Ellll




= S EER TR T4,
IR A EELL |

Excellent cost performance in rough milling / semi-finish milling of high efficiency!

W Features

BXZEMI  High efficiency milling

MAZMEAESEN
FAFHIZMTIAINRAGEE
MERTIRRBIRER T
High alloy HSS of new development

AG coating by a new process
The most suitable design of end mill form

.
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Wear-resistant

Toughness
Chipping-resistant

it P45 14 I R JD PRI EL

Excellent chipping-resistant/Wear-resistant

AGHEIZ#T]  AG-mill Roughing

(pm)
150 100
|:| EifE Wear
|80
@—=@ 7] Chipping
g 100 i
i 1° 7
= AG 1
(um) HSS-TiCN 0 %)
Wear 50 Chipping
20
0 0

¢ PIHHRE 1.2 24 3.6 1.2 2.4 36 m
AGHEIZ$T]  AG-mill Roughing HEAFMAHSS-TICN=§ Competitor
A TR AEMT | EMATIR : $20 (AGRERS) A : (f=0.1mm/ tooth)
;Iﬂ-&%ﬁ Tool Feed
High efficiency milling is possible HANEIFE  S50C (180HB)  HIEIHFA : KR M Wet
Longer tool life Work Material Cutting Fluid
/ IHIEE © (V=40m / min)
OI Cutting Speed
[\
%
20
IERIIMI  Stable milling VIt
Comparison of cutting chips

& FA4HRE S

Adoption of Fine Pitch nicks

@

FE(RIHIFE S
REVIEHEH

Reduction of cutting-resistance
Chip removal improves

.l
EHthRE RIS ERIMT

Stable milling is possible in heavy duty

AGHEIIHET] HEAR~M A~
AG-mill Roughing Competitor

RIS
early time

3o T

After 5m cutting

&R IR Work Marerials

BEN €W TREUN THEN MAes BH% Bae

Carbon steels, Alloy steels, Pre-Hardened steels, Stainless steels, Nickel alloys, Cast Irons, Aluminum alloys
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M Performance
AGEMITHTWWENT

Groove milling of AG-mill Roughing Side milling of AG-mill Roughing
LRI ER 01 M ERERTHE QRS RSERTR
Excellent chipping-resistant Excellent Wear-resistant

81N T Grooving %ﬁ‘ﬁz & TN T Side Miling JE?,F.';EGO %

Life is 2 times Wear
300
250 HEATMRE AR ]
Competitor’s Coated end mill
B pgo - RMEERE .. ;E
(um) "% (um)
Wear 100 Wear
50 AGHIINI 7]
AG-mill Roughing
0 L L L L L 0
2 4 6 8 10 12(m) AGHEIN TI%ET] HEATMAHSS TICNF~F
PIHHE Milling Length AG-mill Roughing Competitor
{EATIR : 20 (AGRERS) {ERTIA : $20 (AGRERS)
Tool Tool
#ENEIF#L - S50C (180HB) #ENEI4H# - SKD11 (210HB)
Work Material Work Material
YIHIEE : S=640min”' (V=40m / min) ! HIH)EE : S=355min”! (V=22m / min)
Cutting Speed Z Cutting Speed
B4 EE : F=260mm / min (f =0.1mm/tooth) S > BRI E | F=132mm / min (f =0.093mm / tooth) &
Feed “‘1 Feed
IR kRt 7 VI | RS 7
Cutting Fluid Wet 20 Cutting Fluid Air blow 10
Groove milling of AG-mill HEAVY Milling performance after re-sharpening of AG-mill Roughing
LRI AE 1 BHERLTRBEEE
Excellent chipping-resistant Not need to do re-coating in re-sharpening
EmT Grooving %ﬁ 1%
Life is 3 times
E 200
400 {%‘ o -
BTINZEE7] (um) f)él\:;ﬂ’lﬂ‘]'liﬁn
oo TOHEEE 9 . 100
Wear B ERATEEE
!;% Re-sharpening
(sf' 200 (R NERATERE)
Hm 3 S Re-sharpening onl
AGHEIN T I8 7] pening only
Wear AN AG-mill Ro-uLghing Cutting face
100 No re-Coating
0 L L
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154 (m)  Milling Length

ERATIAR : 8 (AGHV)

Tool

#HENEI#F - S50C (190HB)

Work Material

IEI#EE : S=2,390min"" (V=60m / min)

Cutting Speed

#4535 E : F=363mm / min (f =0.038mm / tooth
Feed

YIHImF kA 8
Cutting Fluid Wet

)CIJ




Performance

AG-mill square groove milling in two flutes S50C

EREEARESR, SRES 1- 5 &

Tool life of 1.5 times for powder HSS

0.20
0.15
% HEATMKRERNGEF
B Competitor
E 0.10
ko
(72
(mm)
Wear 0.05

AGH 712718
2AGE

L
5 10 15 20
EIHI E(m) Milling Length

{1 FEY BE 711 Excellent chipping-resistant

JETE Flank

J148 Comer

AUl
Competitor

B0 S Tt

81 £ 4% Miling Condition

ERTIR: 910

Tool

41 © 50m / min (1,590min-1)

Cutting Speed

P44 EE - 210mm / min (0.066mm / tooth)
Feed

#EIEIHH : S50C (180HB) Er
Work Material 0

gﬂuﬂﬁﬂd: uﬁr:&ﬁvﬁg 10mm
IHIE © 10m

Cutting Length

==

7

AG-mill square side milling in four flutes NAK55

LRALSIRETIE, SRIEE 1-41.*‘:."

Tool life of 1.4 times for Al-Si coating

[ 7124 Comer
o015 [ FREER Flank

[ ] s a4 Localized flank

0.10

fEnsSh g

mm)
Wear .05

0

4AGES8
1L BRI R Excellent wear-resistant

HERARMIA-SIRT]

Competitor

J14% Corner

IEI &4 Miling Condition

EHTIA : ¢8

Tool

IEIEE © 40m / min(1,552min-1)

Cutting Speed

LK E 1 250mm / min (0.04mm / tooth)
Feed

FTHIAEF : NAKSS (40HRC)
Work Material

PIEIMA : RSHEE

Cutting Fluid  Air blow

I E : 15m

Cutting Length

(=N EN e
4AGE

SN -=
Fesqull) > Tavpiud

Competitor

JETE Flank

12mm

0.8mm

AG-mill ball form milling

0.7
—o— AGEKLE!%E 7] AG-mill ball

0.6 | = HEZ2Fm Competitor

0.5
J]?—, 04 AGHE BT
: O 2
£ FHFanik |
(mm) 0.3
wear

0.2

0.1

G 1 1 1 1

0 10 20 30 40 50

44 EE(m) cutting length

IR TIEE R S EL B

SN
AG-mill ball

v Y YA 1
|'.I-|:I .! Eﬂ 1

EoHals> o
Competitor

YIHIEE Mmiling Condition
ERATIAR RS

Tool

HIHIEE : 60m/min
Cutting Speed

HEAEE - 240mm/min
Feed

PIHIRE © aa=4.4mm
Depth of cut Pf=1.1mm

#ANEI 4L S50C(180HB)

Work Material

PIRIBA - RSHE

Cutting Fluid  Air blow



R~Y& | Stocked Sizes

AG FEFHIMIIIHET] AG tRESSFEIN T 5t 7]
AG-mill Roughing Short AG-mill Roughing Regular Length Short

HSS ?"h‘g AT HSS|g ‘!‘_ }"h‘g
AG[ T RS TTE AGERHEATE N
I — A —

LIST6406 LIST6484 wr =
1T858 7% T8 7%
AGRES[*#] B4 (Unitymm AGRERS %] 47 (Unitymm
Lez:!;-ttt:tof MK B Oévetgll ﬂsjfﬁa%fé NuZ\]t% of] éit—oﬁ Lez:gttr?of Oévjeﬁll J]S*Ea%:é Nu%]li% of EOTCT—(
Cut L1 d1 Length Dia. Flutes Cut Length Dia. Flutes
6 11 - - 80 6 4 [ 6 15 60 6 4 (]
7 17 = = 90 8 4 o 7 20 65 10 4
8 17 - - 90 8 4 o 8 20 65 10 4 o
9 22 - - 100 10 4 () 9 25 75 10 4 o
10 22 - - 100 10 4 [ 10 25 75 10 4 )
11 26 = = 110 12 4 () 11 30 80 12 4 ()
12 26 - - 110 12 4 [ 12 30 80 12 4 ®
13 26 - = 110 12 4 A 13 35 90 16 4 A
14 26 - - 110 12 4 o 14 35 90 16 4 (
15 26 45 13.3 125 16 4 () 15 35 90 16 4 ()
16 32 48 14.3 125 16 4 (] 16 40 95 16 4 o
17 32 - - 125 16 4 A 17 40 105 20 4 A
18 32 - - 125 16 4 [ 18 40 105 20 4 )
20 38 60 18 140 20 4 () 20 45 110 20 4 ()
22 38 - - 140 20 4 () 22 45 110 20 4 )
24 45 = = 160 20 5 () 24 50 120 25 5 ()
25 45 75 23 160 25 5 [ 25 50 120 25 5 ()
28 45 - - 160 25 5 o 28 55 125 25 5 o
30 45 - - 160 25 5 () 30 55 140 32 5 o
32 53 95 29.5 180 32 6 () 32 60 145 32 6 o
35 53 - - 180 32 6 [ 35 60 145 32 6 )
40 63 = = 200 32 6 () 40 65 150 32 6 ()
45 63 - - 200 42 6 [ 45 70 155 42 6 ®
50 75 - - 220 42 6 () 50 70 160 42 6 o
ARIFERIITRIBA ARIERAITRIBA
SMERIFAZE T £ 0.1mm SMEARVFAZE © £ 0.1mm
Tolerance of Shank Dia. Tolerance of Shank Dia.



R~&R

Stocked Sizes

AG FHEMI T AG KNI IIHT]
AG-mill Roughing Medium AG-mill Roughing Long
ayib S, Sl &G
THERSEN - CHRBE0
LIST6486 >—— 11 LisTedss -
T e T
AGREM ] B4 (Unit):mm AGREL%#] BAL (Unit):mm
Nk |FrkE|FREe] ek [mER| a | EE Nk | 2k [mEe] na | EE
DX Length of Overall Shank |Number of| Stock IENIIIIN Length of | Overall Shank |Number of| Stock
Cut L1 di Length Dia. Flutes Cut Length Dia. Flutes
6 16 - - 80 6 4 o 6 26 80 6 4 [
8 25 = = 90 8 4 @ 8 35 90 8 4 (]
10 32 - - 100 10 4 (] 10 45 100 10 4 [
12 40 - - 110 12 4 [ ) 12 53 110 12 4 (]
14 40 - - 110 12 4 [ ) 14 53 110 12 4 [
15 40 58 183 125 16 4 o 15 58 125 16 4 ()
16 48 56 14.3 125 16 4 o 16 63 125 16 4 [
18 48 - - 125 16 4 [ ) 18 63 125 16 4 (]
20 56 70 18.0 140 20 4 [ ) 20 75 140 20 4 [
22 56 - - 140 20 4 @ 22 75 140 20 4 ()
24 67 - - 160 20 5 @ 24 90 160 20 5 [
25 67 88 23.0 160 25 5 ([ ) 25 90 160 25 5 o
28 67 - - 160 25 5 o 28 90 160 25 5 [
30 67 = = 160 25 5 o 30 90 160 25 5 ()
32 80 112 29.5 180 32 6 o 32 106 180 32 6 [
35 80 - - 180 32 6 () 35 106 180 32 6 (]
40 95 - - 200 32 6 [ ) 40 125 200 32 6 [
45 95 = - 200 42 6 o 45 125 230 42 6 o
50 112 - - 220 42 6 o 50 150 250 42 6 [

SMERWAZE © £ 0.1mm
Tolerance of Mill Dia.
TIMERRGFAE  h7
Tolerance of Shank Dia.

AGRERS-R

AG fHMI sk 7IE R IR
AG-mill Roughing Radius

L a—

LIST 6422

SMERVFAZE ¢ £ 0.1mm
Tolerance of Mill Dia.
TIMERRGFAZE  h7
Tolerance of Shank Dia.

B4 (Unit):mm

N2 [BI| 71K | £K |[RER] 1% | BE N (BB Tk | &K [TIRER|] 8 | EE

Code No. D r VA L d N Stock Code No. D r VA L d N Stock
AGRERSBRO.5 6 | 05 | 15 60 | 6 4 o AGRERS16R25 | 16 | 2.5 | 40 95 | 16 4 )
AGRERS6R1 6 1 15 60 | 6 4 o AGRERS16R3 | 16 3 | 40 95 | 16 4 o
AGRERS8R0.5 8 | 05 | 20 65 | 10 4 o AGRERS16R4 | 16 4 | 40 95 | 16 4 o
AGRERS8R1 8 1| 20 65 | 10 4 o AGRERS20R25| 20 | 25 | 45 | 110 | 20 4 ()
AGRERS10R1 10 1 25 75 | 10 4 (] AGRERS20R3 20 3 45 | 110 | 20 4 o
AGRERSIOR15 | 10 | 1.5 | 25 75 | 10 4 o AGRERS20R4 | 20 4 | 45 | 110 | 20 4 o
AGRERS10R2 | 10 2 | 25 75 | 10 4 o AGRERS25R25 | 25 | 25 | 50 | 120 | 25 5 o
AGRERS12R1 12 1 | 30 80 | 12 4 o AGRERS20R3 | 25 3| 50 | 120 | 25 5 ()
AGRERS12R15| 12 | 15 | 30 80 | 12 4 o AGRERS25R4 | 25 4| 50 | 120 | 25 5 ()
AGRERS12R2 | 12 2 | 30 80 | 12 4 o SMERVEAZ © £ 0.1mm
AGRERS16R2 | 16 | 2 | 40 | 95| 16 | 4 | @ e e

Tolerance of Shank Dia.
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R~Y& | Stocked Sizes

AG 5B I3I§kT] AG 158 15§k 7]
AG-mill HEAVY AG-mill HEAVY Long

LIST6402 LIST6404
TT8RAZE AN ibr
AGHV[#&] AGLHVI#&] w4 (Unityrm
VINES RS &K | TWER | TIH Ef SME UIR'S =K | TWER | TIH EfF
DIENC\IIIM Length of Overall Shank Number of Stock D=\ Length of Overall Shank Number of Stock
Cut Length Dia. Flutes Cut Length Dia. Flutes
9 50 6 4 ) 15 60 6 4 )
12 60 8 4 o 20 60 8 4 o
15 60 8 4 o | 5 | o5 65 8 4 o
15 60 8 4 o 25 65 8 4 o
20 65 10 4 o 35 80 10 4 o
20 65 10 4 o 35 80 10 4 o
| 9 | o5 75 12 4 o 9 | 4 95 12 4 o
25 75 12 4 o 45 95 12 4 o
30 80 12 4 ® 55 105 12 4 o
30 80 12 4 (] 55 105 12 4 ®
35 90 16 4 o 55 110 16 4 o
35 90 16 4 o 55 110 16 4 o
40 95 16 4 0 65 120 16 4 o
40 95 16 4 o 65 120 16 4 o
40 105 20 4 o 65 130 20 4 )
40 105 20 4 [ J 65 130 20 4 ®
45 110 20 4 o 75 140 20 4 o
45 110 20 4 o 75 140 20 4 o
45 110 20 4 ) 75 140 20 4 N
45 110 20 4 (] 75 140 20 4 [ J
50 120 25 4 o 90 160 25 4 A
50 120 25 4 o 90 160 25 4 A
50 120 25 4 o | 25 | 90 160 25 4 o
50 120 25 4 o 90 160 25 4 N
55 125 25 4 o 90 160 25 4 A
55 125 25 6 o 90 160 25 6 o
55 125 25 6 ) | 29 | 90 160 25 6 A
55 125 25 6 o 90 160 25 6 o
60 145 32 6 o 105 190 32 6 o
60 145 32 6 (] 105 190 32 6 ®
65 150 32 6 o 125 210 32 6 o
70 160 32 6 o 145 230 32 6 o
70 160 42 6 ) 145 230 42 6 °
70 160 32 6 [ ) 145 230 32 6 [ J
* 50 70 160 42 6 o * 50 145 230 42 6 o
;IJ?AEST) ;Jaz; ngn fti?ﬁfn(cr:m) iﬁjf * ﬁgzgggég%ﬁﬁﬁf AGLHV[AME] x [TREE]
3 +0.025 ~ 0 TIHERAFAE - h7 TNHERATRE  h7
3 6 +0.030 ~ 0 Tolerance of Shank Dia. Tolerance of Shank Dia.
6 10 | +0.036 ~ 0
10 18 | +0.043~0
18 30 |[+0.052~0
30 +0.062 ~ 0




R~I& | Stocked Sizes

AG 8t7] 2 718
_mi BAL (Unit):mm
AG-mill Two Flutes [ELcE SME VRS K | JIWER
HSS N Code No. Dia.ofMill | Lengthof | Overall | Shank Dia.
m Cut Length
4.4 10 60 8
4.6 10 60 8
"’Dt > o 47 10 60 8
L 4.8 10 60 8
LISTE490 1 Unitgm 4.9 10 60 8
BmRS IRES 7K &K | TIWER 5 10 60 8
Code No. Dia.ofMill | Length of Overall Shank Dia.
Cut Length 5.1 12 60 8
1 2 50 6 5.2 12 60 8
1.1 25 50 6 5.3 12 60 8
1.2 25 50 6 5.4 12 60 8
13 3 50 6 5.5 12 60 8
1.4 3 50 6 5.6 12 60 8
15 3 50 6 5.7 12 60 8
1.6 35 50 6 5.8 12 60 8
17 35 50 6 5.9 12 60 8
1.8 4 50 6 6 12 60 8
1.9 4 50 6 6.1 14 65 8
2 4 50 6 6.2 14 65 8
2.1 45 50 6 6.3 14 65 8
2.2 4.5 50 6 6.4 14 65 8
2.3 5 50 6 6.5 14 65 10
2.4 5 50 6 6.6 14 65 10
25 5 50 6 6.7 14 65 10
2.6 5.5 50 6 6.8 14 65 10
2.7 55 50 6 6.9 14 65 10
2.8 6 50 6 7 14 65 10
2.9 6 50 6 7.1 14 65 10
3 6 50 6 7.2 14 65 10
3.1 6.5 50 6 7.3 14 65 10
3.2 6.5 50 6 7.4 14 65 10
3.3 7 50 6 7.5 14 65 10
3.4 7 50 6 7.6 14 65 10
35 8 60 8 7.7 14 65 10
3.6 8 60 8 7.8 14 65 10
3.7 8 60 8 7.9 14 65 10
3.8 8 60 8 8 14 65 10
3.9 8 60 8 8.1 18 70 10
4 8 60 8 8.2 18 70 10
4.1 9 60 8 8.3 18 70 10
4.2 9 60 8 8.4 18 70 10
43 10 60 8 8.5 18 70 10
wt o 8.6 18 70 10
#Bit Adve  F Upto Tolerance e el 8.8 18 70 10
10 [0~=0.02 | SORETEReES: 8.9 18 70 10
10 30 |0~—0.025
30 0~—0.03 2AGE9 9 18 70 10




Rst%& | Stocked Sizes

B{L (Unit):mm B{L (Unit):mm
BmkES 5ME DARS K | JIWER Bl sz 7K =K | JIWER
Code No. Dia.ofMill | Length of Overall Shank Dia. Code No. Dia.ofMill | Length of Overall Shank Dia.
Cut Length Cut Length
9.1 18 70 10 17 35 105 20
9.2 18 70 10 17.5 35 105 20
9.3 18 70 10 18 35 105 20
9.4 18 70 10 18.5 40 110 20
9.5 18 70 10 19 40 110 20
9.6 18 70 10 19.5 40 110 20
9.7 18 70 10 20 40 110 20
9.8 18 70 10 21 45 110 20
9.9 18 70 10 22 45 110 20
10 18 70 10 23 50 120 25
10.1 22 80 12 24 50 120 25
10.2 22 80 12 25 50 120 25
10.3 22 80 12 26 50 120 25
10.4 22 80 12 27 55 125 25
10.5 22 80 12 28 55 125 25
10.6 22 80 12 29 55 125 25
10.7 22 80 12 30 55 125 25
10.8 22 80 12 31 60 145 32
10.9 22 80 12 32 60 145 32
11 22 80 12 33 60 145 32
11.1 22 80 12 34 60 145 32
11.2 22 80 12 35 60 145 32
11.3 22 80 12 36 60 145 32
114 22 80 12 37 65 150 32
115 22 80 12 38 65 150 32
11.6 22 80 12 39 65 150 32
117 22 80 12 40 65 150 32
11.8 22 80 12 41 65 150 32
11.9 22 80 12 41 65 155 42
12 22 80 12 42 65 150 32
12.1 26 90 16 42 65 155 42
12.2 26 90 16 43 65 150 32
12.3 26 90 16 43 65 155 42
12.4 26 90 16 44 65 150 32
125 26 90 16 44 65 155 42
12,6 26 90 16 45 70 155 32
12.7 26 90 16 45 70 160 42
12.8 26 90 16 46 70 155 32
12.9 26 90 16 46 70 160 42
13 26 90 16 47 70 155 32
13.5 26 90 16 47 70 160 42
14 26 90 16 48 70 155 32
14.5 30 95 16 48 70 160 42
15 30 95 16 49 70 155 32
15.5 30 95 16 49 70 160 42
16 30 95 16 50 70 155 32
2AGE16.5 16.5 35 105 20 2AGE50X42 | 50 70 160 42




R~I& | Stocked Sizes

AG $t7] 2 JJEIth 7)Y AG $t7] 2 JJRIK IR
AG-mill Two Flutes Medium AG-mill Two Flutes Long

=TT =TT

— —% 3

o . S ..»‘
L ¢d

. C
LIST6492 B4 (Unitymm LIST6494 4 (Unitymm
BmRS SME UIR'S &K | JTIWER Gt SME UIR'S &K | JIWER
Code No. Dia.ofMill Length of Overall Shank Dia. Code No. Dia.ofMill Length of Overall Shank Dia.
Cut Length Cut Length
1 3 50 6 3 15 60 6
15 45 50 6 4 20 60 8
2 7 50 6 5 25 65 8
25 7 50 6 6 25 65 8
3 9 50 6 7 35 80 10
35 12 60 8 8 35 80 10
4 12 60 8 9 45 95 10
45 15 60 8 10 45 95 10
5 15 60 8 11 55 105 12
55 15 60 8 12 55 105 12
6 15 60 8 13 55 110 16
6.5 20 65 10 14 55 110 16
7 20 65 10 15 65 120 16
75 20 65 10 16 65 120 16
8 20 65 10 17 65 130 20
8.5 25 75 10 18 65 130 20
9 25 75 10 19 75 140 20
9.5 25 75 10 20 75 140 20
10 25 75 10 21 75 140 20
11 30 80 12 22 75 140 20
12 30 80 12 23 90 160 25
13 35 90 16 24 920 160 25
14 35 90 16 25 90 160 25
15 40 95 16 26 920 160 25
16 40 95 16 27 90 160 25
17 40 105 20 28 90 160 25
18 40 105 20 29 90 160 25
19 45 110 20 30 920 160 25
2AGEM20 20 45 110 20 31 105 190 32
AT (Unit):mm e 32 105 190 32
LT Tl .c:c. o i O 33 105 | 190 | 32
10 | 0~—0.02 | LEERRITEESR. 34 105 190 32
10 20 | 0~—0.025] >oeem 35 105 190 32
36 105 190 32
37 125 210 32
38 125 210 32
39 125 210 32
40 125 210 32

B4 (Unit:mm

512 (mm) pia.of Mil NN TIRERAFRE h7
! &= ) Diaof i RERE Tolerance of Shank Dia.

#835% Adove 3| Up to Tolerance AT SRS
10 [0~—0.02 cod toma e
Stocked It
= 30 0~—0.025 ocked Items
30 0~—0.03




IS

Stocked Sizes

CEEm

AG 71 4 7]
AG-mill Four Flutes

S
¢¢+
LIST6496 kOt
S RS Mz DIES &K | JIWER
Code No. Dia.ofMill Length of Overall Shank Dia.
Cut Length
25 7 50 6
3 9 50 6
35 12 60 8
4 12 60 8
45 15 60 8
5 15 60 8
55 15 60 8
6 15 60 8
6.5 20 65 10
7 20 65 10
75 20 65 10
8 20 65 10
8.5 25 75 10
9 25 75 10
9.5 25 75 10
10 25 75 10
10.5 30 80 12
11 30 80 12
1.5 30 80 12
12 30 80 12
12.5 35 90 16
13 35 90 16
13.5 35 90 16
14 35 90 16
14.5 40 95 16
15 40 95 16
15.5 40 95 16
16 40 95 16
16.5 40 105 20
17 40 105 20
17.5 40 105 20
18 40 105 20

10

EAL (Unit):mm
Hmms Mz 7 &K | JIWER
Code No. Dia.ofMill Length of Overall Shank Dia.
Cut Length
185 45 110 20
19 45 110 20
19.5 45 110 20
20 45 110 20
21 45 110 20
22 45 110 20
23 50 120 25
24 50 120 25
25 50 120 25
26 50 120 25
27 55 125 25
28 55 125 25
29 55 125 25
30 55 125 25
31 60 145 32
32 60 145 32
33 60 145 32
34 60 145 32
35 60 145 32
36 60 145 32
37 65 150 32
38 65 150 32
39 65 150 32
40 65 150 32
42 65 150 32
42 65 155 42
45 70 155 32
45 70 160 42
48 70 155 32
48 70 160 42
50 70 155 32
50 70 160 42
4 (Unity:mm o
30 0~—0.03




R~I& | Stocked Sizes

AG $t7] 4 JIRIK IR AG 3k L BIBET]
AG-mill Four Flutes Long AG-mill Ball

BEEN Gl 1PN
¢Dt

LIST6498 s Unm LIST6420 4 (Unitymm
Bm&HES SME DIES &K | JTWER b | BRSKERE| SME DIES &K |TIWmER
Code No. Dia.ofMill Lerégltj? of S;/r?;rl: Shank Dia. Ball Radius| Dia.ofMill Lerégltj:l of (L):r?;: Shank Dia.
3 15 60 6 2AGRE0.5 | 0.5 1 2 55 6
4 20 60 8 2AGRE1 1 2 4 60 6
S 25 65 8 2AGRE1.5 | 15 3 6 70 6
6 25 65 8 2AGRE2 2 4 8 80 6
7 35 80 10 2AGRE2.5 | 25 5 10 80 6
) = 20 1 2AGRES3 3 6 12 90 6
9 45 95 10 2AGRE35 | 35 7 14 100 6
10 45 % 10 2AGRE4 4 8 16 100 8
X %5 105 12 2AGRE4.5 | 45 9 18 110 8
12 55 105 12 :
13 55 110 16 2AGRE5 5 10 20 110 10
” 55 10 G 2AGRE5.5 | 5.5 11 22 120 10
15 65 120 16 2AGRES 6 12 24 120 12
16 65 120 16 2AGRE®6.5 6.5 13 26 140 12
17 65 130 20 2AGRE7 7 14 28 140 12
18 65 130 20 2AGRE7.5 7.5 15 30 150 16
19 75 140 20 2AGRES 8 16 32 150 16
20 75 140 20 2AGRE9 9 18 36 150 16
21 75 140 20 2AGRE10 | 10 20 40 160 20
22 75 140 20 2AGRE12.5 12.5 25 50 180 25
23 920 160 25 - AR -
e % | e = Toarance of Shank b
o5 20 160 o5 P I(mm) Dia.ofMill R
0~—0.02 +0.02~—0.01
26 90 160 25
27 90 160 25
28 90 160 25
29 20 160 25
30 90 160 25
31 105 190 32
32 105 190 32
33 105 190 32
34 105 190 32
35 105 190 32
36 105 190 32
37 125 210 32
38 125 210 32
39 125 210 32
40 125 210 32

B 4L (Unit):mm

A2 (mm) Dia.of Mill N TRERRFRE : h7
l = ) Diaof i RERE Tolerance of Shank Dia.

#Bit Adove 2 Upto Tolerance [V
10 10~=002 | oneqioms
10 30 0~—0.025
30 0~—0.03
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EAHVIEIFY | Standard Milling Conditions

AGRES/AG# M L%t 7] AG-mill Roughing Short
AGRERS/AGHr 455 I T3k 7] AG-mill Roughing Regular Length Short
AGRERS-R/AGHMT i TIE I AG-mill Roughing Radius

T aa D : M #ETI5ME
BOHE i ss e BAM Sk0 WA ik i o Wi
Work Material it ) A AEE Dia.of Mill
=M SC TEEW sus KEE FC,FCD .
. SCM,NAK,HPM iyl 5E77E
ﬂ]ﬁ[]%q: Structural Steels Alloy Steels Mold Steels Nickel Alloys Cast Irons Aluminum Alloys Grooving
Milling Carbon Steels Pre-Hardened Steels Stainless Steels Titanium Alloys Copper Alloys
Conditions Nonferrous Alloys
Mz BiE |BHAEE | RE (HARE| BRE |BHARE| BE | HARE| BE | B | HHREE
. _-|:(mr.n) 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 i
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
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
AGREM/AGH BN T 38k V/ AG-mill Roughing Medium

T 4 & a D : M #ETI5ME
B pinm s B HAS ko A e o Dot
Work Material '—]‘J\ ﬂ A & 1a.ot Mi
BEHW sC REMW Sus HesE FC,FCD —
” SCM,NAK,HPM WIS
PUEIESES Structural Steels Alloy Steels Mold Steels Nickel Alloys Cast Irons Aluminum Alloys Grooving
Milling Carbon Steels Pre-Hardened Steels Stainless Steels Titanium Alloys Copper Alloys
Conditions Nonferrous Alloys
sME HBiE | BHAEE | BE | iR BiE | BHAEE | RE |HARE| RBE | A iR | HHREE
. _-:(mrln) 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 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 s
15 850 200 640 130 530 86 420 59 960 240 1800 920
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
AGREL/AGH#E 1 T 3257 V/ AG-mill Roughing Long

ST &% 2 D : & TISME
BOHMEL e ss S BAS kD Al ek g DS
BE® SC EHW SUS HesE FC,FCD
i SCM,NAK,HPM
ﬂ]‘ﬁ ke 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 T AW | SR MM | R |MHAEE| R | MHARE| teE |pwE| || LT00
. I(m'.") 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 &/ 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

1) R AT AR SHE )R, 5 1R R AN 40 5 2 218 RE A 70%.
2) EMI AR TR M X R HIIREFSZEEWE, SRIBEREZEE &4E.

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.
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EAEVIHIFY | Standard Milling Conditions

N B/ AG-mill HEAVY

T & o . 4044 D : MHTIME
o Bm s m@m  SEW S0 @A s L Diaot Mil
BEW sC TEH SUsS KE® FC. FCD
SCM,NAK,HPM AEER WA
Structural Steels Alloy Steels Mold Steels Nickel Alloys Cast Irons Aluminum Alloys Grooving Milling
Carbon Steels Pre-Hardened Steels Stainless Steels Titanium Alloys Copper Alloys
Nonferrous Alloys
SME )
Dia.of Mill
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 g“g’ﬂﬂgﬁﬁ
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 0.250
AGLHV/AG KB NI T] Y/ AG-mill HEAVY Long
BIEIFR  ne s L HAS sko nas #e D : SIEEINE
Work Meterial ey ¢ Biig .0 TR sus oSS FC.FCD S Dia.of Mill
R SCM,NAK,HPM % SIS ' AEERE
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
WEMIHHE
SR (mm) Side Milling
Dia.of Mill
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) RAFMITEARSHER I B SR 5 R EIEE A70%. 1.In dry milling(recommend air blow),reduce the rotation and feed to 70% of table values.
2) EMITHFM TR &R H IR E BN, SREERTE L &4, 2.Adjust milling condition when unusual vibration,different sound occur by cutting.
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EAHVIEIFY | Standard Milling Conditions

AGHE 7127184 AG-mill Two Flutes

AGHET12 7] RIch 7] &Y AG-mill Two Flutes Medium

BAHE e oo EA) AR SKD
Work Material Eﬁ%%ﬂ sc SCE/JE&EA]K(‘%&PM ;r;%}i}l_ﬁlxj SUS

Structural Steels Alloy Steels Mold Steels
Carbon Steels Pre-Hardened Steels Stainless Steels

4o D : g TSNE

S G fas Dia. of Mill
Bas FC. FCD b

Nickel Alloys Cast Irons Aluminum Alloys

Titanium Alloys Copper Alloys
Nonferrous Alloys

EMIAEHE
Glooving Milling

I
ﬁl‘f:zc(mm)
Dia. of Mill
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 3
5 3200 200 2500 140 1600 69 1300 47 2900 430 5400 740 ° //
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 ﬂzﬁﬁ%ﬁﬁ
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 35 570 320 1100 550
30 530 120 420 82 270 41 210 28 480 250 900 440 %
40 400 80 320 57 200 28 160 19 360 170 680 300
50 320 42 250 29 160 14 130 10 290 90 540 140 o280
V/ AG-mill Two Flutes Long
BIHBE i s Al PR SKD MRS ek o D LI
BENSC  gomNAKHPM A SUS KE® FC. FCD
Structural Steels Alloy Steels Mold Steels Nickel Alloys Cast Irons Aluminum Alloys
Carbon Steels Pre-Hardened Steels Stainless Steels Titanium Alloys Y g\?gﬁ%‘;@'z}(gys
A
3 4200 81 3200 54 2700 36 2100 25 4800 220 9000 380
) 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
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
12 1100 82 800 55 660 36 530 25 1200 220 2300 380 To1b
15 850 81 640 55 530 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) RATFAMT (BIUARSHB) M, SRk mnta®EIRE70%.
2) EMI M TE&RX R H RIRFSEENN, BRIBEREEDE &4

SIS/ AG-mill Four Flutes

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.

Ty . ‘ D : IHTISME
T BEESS GG  mA@SO  mmes  #% : B
= SCM,NAK,HPM SES .
Structural Steels Alloy Steels Mold Steels Nickel Alloys Cast Irons Aluminum Alloys
Carbon Steels Pre-Hardened Steels Stainless Steels Titanium Alloys v gnﬁgﬁ%ru Qlk)l},osys
5B rm) Seeming
Dia. of Mill
3 5300 250 4200 180 2700 90 2100 61 4800 550 9000 950
5 3200 250 2500 180 1600 86 1300 59 2900 550 5400 920
6 2600 250 2100 180 1300 88 1100 61 1400 550 4500 950 o
8 2000 250 1600 180 1000 88 800 60 1800 550 3400 950 2
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 G250
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 5i 210 35 480 320 900 550
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EAEVIEIFY | Standard Milling Conditions

AGHET14 IR T B // AG-mill Four Flutes Long

T & a s D : STHTSME
HITHIAE, e oo A AR SKD Bt He FRES | DL
Work Material Eﬁ”%iﬂ SC T)ﬁ@{{iﬂ K%ﬁiﬂ SuUS %j(Aﬁ FC. FCD iﬁ] =] ﬁ 1a.of Mi
= SCM,NAK,HPM S . BEERE
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
SME (mm) ST
Dia. of Mill
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
8 1600 110 1200 72 1000 47 800 33 1800 290 3400 500 8
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 01D
15 850 110 640 73 530 48 420 33 960 290 1800 510
20 640 100 480 69 400 45 320 31 720 280 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) RATFAMT GEARSHE) B, HEEEMZEA R E IR ET70%.
2) EmMIHMM TR &ENXRENRIFZE FOR, SREELEE &4

AGH kB T] V/ AG-mill Ball

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.

WANEIFAL e D : It TI5NE

sE TR : . f
v GUESS FEEE D00S Mes  roroo Dia oM
sz BUbaGl  Stuctual Stels Aloy Steels Mold Steels Nickel Alloys Cast Irons ANl | Ball Radius
el Pl Cgﬁr:llzilirt‘% , Carbon Steels Pre-Hardened Steels Stainless Steels Titanium Alloys v gn?gﬁ%ru ;\Ik:ﬁ/osys
(mm) PIHIRE\ | i |BHAEE| & |HAEE| BE (HAHE| BE HAEE BE (HARE

Depth of cut Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed

aa Pt min-1 mm/min min-1 mm/min min-1 mm/min min-1 mm/min min-1 mm/min min-1 mm/min

R 1 08| 0.8 | 7200 120 4800 74 4000 66 3200 42 7200 140 14000 410

R 2 16| 16| 3600 140 2400 82 2000 75 1600 45 3600 150 6800 460

R 3 24| 24| 2400 150 1600 88 1300 78 1100 50 2400 160 4500 480

joﬁujg; li;-lr?g R 5 4 4 1400 150 960 95 800 86 640 51 1400 170 2700 510
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

R125 | 10 |10 570 140 380 81 320 76 250 43 570 160 1100 490

R 1 02| 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

R 3 05| 05| 4300 | 470 2900 290 2400 210 1900 130 4300 | 500 8200 | 1100

ﬁnjiﬂi R 5 05| 0.6| 3300 | 590 2200 360 1800 260 1500 160 3300 | 620 6200 | 1300
R 8 05| 0.8 2600 730 1700 430 1400 310 1100 190 2600 760 4900 1600

R10 05| 09| 2300 | 780 1500 460 1300 350 1000 210 2300 | 820 4300 | 1800

R125 | 05| 1 2000 | 840 1400 530 1100 370 910 230 2000 | 880 3900 | 2000
1) FEMIAEF, hix2|0.01mmAfHdaa. Pfo 1) Depth of cut(aa & Pf) is calculated to be 0.01mm(=h) in finishing process.

2) RAFAML (BIWARSHE) N, BHEEMNTAEEHIRET0%,
3) EMTHFIIN T & pX R H RS E BN, HFRBEREETR &G

PEF=H (Lig) HABFRLA
PEEBTEEX DRHEFERR 258 SHBIAE Hi%: 201801
Tel: 021-6915-2200 Fax: 021-6915-5427 Wi http://www.nachi.com.cn

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.

HAei T2H

fi =X

BAEFRRIEXFHN 1 TH 9% 2 S WHREERKE 17 #, 105-0021
Tel: +81-(0)3-5568-5111 Fax: +81-(0)3-5568-5206

URL: http://www.nachi-fujikoshi.co.jp

BliaI
AAEEWLTAZMAR 1 TH 1% 15, 930-8511
Tel: +81-(0)76-423-5111 Fax: +81-(0)76-493-5211

FREUEHEWMAFRLE LBFAZHHEWMARFRAE KA NACHIBET L (#k) NACHITECHNOLOGY (THAILAND) CO., LTD.
RGN AR LiamEEX DEF KR 258 SHBIURE DAESUNG-NACHI HYDRAULICS CO., LTD. 5/5M, 2, Rojana Industrial EstateNongbua,

Ban Khai, Rayong, 21120, THAILAND
Tel: +66-38-961-682

Tel: 021-6915-6200
Fax: 021-6915-6202

Tel: +86-769-8843-1300
Fax: +86-769-8843-1330

289-22, Yusan-Dong, Yangsan-Si,
GyeongNam 626-230, KOREA

MEF_M (Li5) BETAFRLAAE 4R ( L) ETTAFRAE
EEhREEX DHEF RN 258 SHBI LR
Tel: +86-(0)21-6915-7200
Fax: +86-(0)21-6915-7669

Tel: +86-(0)21-6915-5899
Fax: +86-(0)21-6915-5898

LiETREX DRHEF R 258 S S AT UE

Tel: +82-(0)55-371-9700
Fax: +82-(0)55-384-3270

BHUIERMERAT
AEkEREESS5ILE 109 5
Tel: +886-(0)3-471-7776

Fax: +886-(0)3-471-8402

Fax: +66-38-961-683

NACHI INDUSTRIES PTE. LTD.

No.2 Joo Koon Way, Jurong Town, Singapore
628943, SINGAPORE

Tel: +65-68613944

Fax: +65-68611153

URL:http://www.nachinip.com.sg
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