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HIGHLY EFFICIENT, MULTI-FUNCTIONAL 
MACHINING OF ALUMINUM ALLOYS



Your manufacturing success is our success.

It’s simple. We want to provide high-quality cutting tool products that help 
deliver unparalleled performance and control for you to manufacture precisely 
perfect products every day.

Our long heritage of building partnerships through cutting tool solutions to 
metal working manufacturers, like yours, has given Mitsubishi Materials USA 
a solid reputation as an industry leader. We understand the importance of 
getting it right the fi rst time by delivering high-quality cutting tool product brands 
to help overcome machining challenges to improve machining processes.

Your success is our success and is the driving force behind our innovative 
products. Our product brands, DIAEDGE and MOLDINO, are trusted 
globally in the metal manufacturing and die & mold industries for delivering 
expertly-designed manufactured tools of the trade for highly specialized 
industries like yours.

With the acquisition of MOLDINO Tool Engineering, Ltd, our traditional 
Mitsubishi Materials USA cutting tool product line is now sold under the 
DIAEDGE product brand name.

Brands you can trust:

ABOUT OUR BRAND
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a p  =  .472 i n ch a p  = .118 i n ch

C u r ve d  E d g e

H e l i c a l  i n t e r n a l  t h r u - c o o l a n t  h o l e s  c o m b i n e d  w i t h  a n  
optimized cutting edge geometry enables highly effi  cient 
m a c h i n i n g .

High Effi  ciency Machining of Aluminum Alloys

I r e g u l a r  H e l i x  a n d  Cu r v e d  
Fl u t e  E x i t  G e o m e t r y R a d i u s  Fl u t e  E x i t  G e o m e t r y

H e l i c a l  Co o l a n t  H o l e s
S t r e n g t h e n e d  Ce n t e r  
Cu t t i n g  E d g e s

I d e a l  Fl u t e  G e o m e t r y

S u p p r e s s e s  c h a t t e r  t o  e n a b l e  
excellent surface fi nishes.

C h i p  d i s c h a r g e  d u r i n g  p l u n g i n g ,  
r a m p i n g  a n d  g r o o v i n g  h a v e  b e e n  
s i g n i f i c a n t l y  i m p r o v e d ,  f o r  s t a b l e ,  
high effi  ciency cutting.
H e l i c a l  h o l e s  m a i n t a i n  a  s t a b l e  
c o o l a n t  s u p p l y  e v e n  a f t e r  r e -
g r i n d i n g .

O p t i m i z e d  c e n t e r  c u t t i n g  
e d g e s  p r o v i d e  s t r e n g t h  
a n d  r e l i a b i l i t y  e v e n  w h e n  
p l u n g i n g .

The cross sectional geometry of the fl utes 
i s  p e r f e c t  f o r  e f f i c i e n t  c h i p  d i s c h a r g e  
a n d  p r e v e n t s  c h i p  j a m m i n g  c o m m o n l y  
a s s o c i a t e d  w i t h  h i g h  f e e d  m a c h i n i n g  o f  
a l u m i n u m .

S q u a r e  E n d  M i l l ,  3 F l u t e

R a d i u s E n d  M i l l ,  3 F l u t e

S q u a r e  E n d  M i l l ,  3 F l u t e

R a d i u s E n d  M i l l ,  3 F l u t e
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D e p t h  o f  C u t  a p  ( i n ch )

DLC  C o a t i n g

DLC  C o a t i n g

U n co a t e d

U n co a t e d

< C u t t i n g  C o n d i t i o n s>
T o o l  :  D C  =  ø 12 m m ,  .472 i n ch
C u t t i n g  S p e e d  :  vc =  1480 S F M
F e e d  p e r  T o o t h  :  f z =  .004 I P T
O ve r h a n g  L e n g t h  :  1.417 i n ch
C u t t i n g  M o d e  :  D r y C u t t i n g

B y  a d o p t i n g  a  u n i q u e  D L C  c o a t i n g  w i t h  e x c e l l e n t  a d h e s i o n  a n d  w e l d - r e s i s t a n c e ,  c u t t i n g  f r i c t i o n  i s  
reduced thereby providing extra stability and effi  ciency. Additionally, wet or dry cutting is possible for slot 
m i l l i n g  a n d  co n t o u r i n g .

DLC Co a t i n g
High Effi  ciency & Economy

Dry Slot Milling - Comparison when Machining Diff erent Materials
Superior weld-resistance combined with chip evacuation properties enables high effi  ciency slot milling even at large depths of cut.

DLC coatings may diff er naturally in color. This has no eff ect on quality or performance.

* Air blow both internal and external is used to eff ectively evacuate chips.

C h i p  Ad h e s i o n

C h i p  Ad h e s i o n

C h i p  Ad h e s i o n
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12000 1480 70.9 .002 .472 .472
12000 1480 70.9 .002 –
12000 1480 171.7 .004 .472 .142

( i n ch )

New

1 0 0 . 4
. 0 1 3

1 1 8 . 9
. 0 1 5

1 3 7 . 8
. 0 1 7

Alimaster

High Efficiency Machining of Aluminum Alloys

Cutting Performance

< C u t t i n g  C o n d i t i o n s>
W o r kp i e ce  M a t e r i a l :  A7050
T o o l :  D L C 3S A120N 36C
C u t t i n g  M o d e :  D r y C u t t i n g
M a ch i n e :  V e r t i ca l  M / C

C u t t i n g  M o d e
R e vo l u t i o n

n
( m i n - 1)

C u t t i n g  S p e e d
v c

( S F M )

F e e d  R a t e
vf

( I P M )

F e e d  p e r  T o o t h
fz

( I P T )

D e p t h  o f  C u t
a p

W i d t h  o f  C u t
a e

S l o t  M i l l i n g

R a m p i n g  :  3°

H e l i ca l  M i l l i n g P i t c h  .079
P o cke t  M i l l i n g

P o c k e t  M i l l i n g
3.9 37x 1.772 i n c h  ( a p =  .472 i n c h )

H e l i ca l  M i l l i n g
ø .787 i n ch ,  H o l e  D e p t h  .472 i n ch

W a l l  S u r f a c e

With DLC Coating - Example of Dry Machining A7075 Material
M u l t i - f u n c t i o n a l  d r y  m a c h i n i n g  i s  p o s s i b l e .

* Air blow both internal and external is used to effectively evacuate chips.

E x c e l l e n t  C h i p  E v a c u a t i o n

< C u t t i n g  C o n d i t i o n s>
W o r kp i e ce  M a t e r i a l :  A7050
T o o l :  A3S A120N 36C

  D C  =  ø .472 i n ch
C u t t i n g  S p e e d :  vc =  330 S F M
D e p t h  o f  C u t :  a p  =  .472 i n ch
O ve r h a n g  L e n g t h :  1.417 i n ch
C u t t i n g  M o d e :  I n t e r n a l  C o o l a n t

  ( W a t e r - s o l u b l e  C o o l a n t s )

F e e d  R a t e  ( I P M )

F e e d  p e r  T o o t h  ( I P T )

C o n v e n t i o n a l  A

C o n v e n t i o n a l  B

B r e a k a g e  d u e  t o  c h i p  c l o g g i n g

B r e a k a g e  d u e  t o  c h i p  c l o g g i n g

Un c o a t e d  T y p e  -  S l o t  Ma c h i n i n g  A7 0 5 0  Ma t e r i a l
Utilizing internal coolant and optimized cutting edge geometry enables double the efficiency levels of conventional products.

G o o d  W a l l  S u r f a c e

G o o d  W a l l  S u r f a c e

G o o d  W a l l  S u r f a c e G o o d  W a l l  S u r f a c e
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New

DC =
APMX =
LU =
DN =

LF =
DCON =

e

DLC3SA

DC APMX LU DN LF DCON

DLC3 S A1 2 0 N3 6 C 12 18 36 11.4 80 12 3 a

DLC3 S A1 6 0 N4 8 C 16 24 48 15.4 9 0 16 3 a

DLC3 S A2 0 0 N5 5 C 20 30 55 18 100 20 3 a

DLC3 S A2 5 0 N5 5 C 25 37.5 55 23 100 25 3 a

D C = 12 D C > 12
 0
-  0.020

 0
-  0.030

 0
-  0.011

 0
-  0.013

a :  US A S t o c k

( m m )

4 0 . 9
. 0 0 5

5 0 . 4
. 0 0 6

5 9 . 8
. 0 0 7
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High Effi ciency Machining of Aluminum Alloys

Cutting Performance

< C u t t i n g  C o n d i t i o n s>
W o r kp i e ce  M a t e r i a l  :  A7050
T o o l  :  A3S A120N 36C

    D C  =  ø .472 i n ch
C u t t i n g  S p e e d  :  vc =  9 85 S F M
D e p t h  o f  C u t  :  a p  =  .472 i n ch
O ve r h a n g  L e n g t h  :  1.417 i n ch
C u t t i n g  M o d e  :  I n t e r n a l  C o o l a n t

  ( W a t e r - s o l u b l e  C o o l a n t s )

F e e d  R a t e  ( I P M )

F e e d  p e r  R e v . ( I P T )

C o n v e n t i o n a l   F r a c t u r e

Af t e r  F  =  59 .8 I P M ,  f z =  .007 I P T  P l u n g i n g

Un c o a t e d  T y p e  -  Pl u n g e  Ma c h i n i n g  A7 0 5 0  Ma t e r i a l
Higher feed rates than conventional products brings greater machining effi  ciencies.

S t r e n g t h e n e d  C e n t e r  C u t t i n g  E d g e s

C a r b o n  S t e e l ,  Al l o y  S t e e l ,  C a s t  I r o n
( < 30H R C )

T o o l  S t e e l ,  P r e - h a r d e n e d  S t e e l , H a r d e n e d  S t e e l
( <45H R C )

H a r d e n e d  S t e e l  
( <55H R C )

H a r d e n e d  S t e e l  
( > 55H R C )

Au st e n i t i c 
S t a i n l e ss S t e e l

T i t a n i u m  Al l o y
H e a t  R e s i s t a n t  Al l o y C o p p e r  Al l o y Al u mi n u m Al l o y

C u t t i n g  D i a .
D e p t h  o f  C u t  M a x.
U sa b l e  L e n g t h
N e ck D i a .

F u n ct i o n a l  L e n g t h
C o n n e ct i o n  D i a .

* N u m b e r  o f  F l u t e s

End mill, Short cut length, 3 fl ute, with multiple internal through coolant holes

Or d e r  Nu m b e r No . F

St
oc

k

12< D C O N <16 20< D C O N <25

*

C u r ve d
E d g e

a

a
S t a b i l i t y a n d  r e l i a b i l i t y e ve n  w h e n  sl o t t i n g ,  r a m p i n g  a n d  p l u n g i n g .
D L C  co a t i n g  a i d s i n  p r o vi d i n g  e xce l l e n t  ch i p  e va cu a t i o n .
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a :  US A S t o c k

DC =
APMX =
LU =
DN =

LF =
DCON =

e

A3SA

DC APMX LU DN LF DCON

A3 S A1 2 0 N3 6 C 12 18 36 11.4 80 12 3 a

A3 S A1 6 0 N4 8 C 16 24 48 15.4 9 0 16 3 a

A3 S A2 0 0 N5 5 C 20 30 55 18 100 20 3 a

A3 S A2 5 0 N5 5 C 25 37.5 55 23 100 25 3 a

D C = 12 D C > 12
 0
-  0.020

 0
-  0.030

 0
-  0.011

 0
-  0.013

( m m )

e

DLC3SARB

DC R E APMX LU DN LF DCON

DLC3 S AR B 1 2 0 R 1 0 0 N3 6 C 12 1 18 36 11.4 80 12 3 a

DLC3 S AR B 1 2 0 R 2 0 0 N3 6 C 12 2 18 36 11.4 80 12 3 a

DLC3 S AR B 1 2 0 R 3 0 0 N3 6 C 12 3 18 36 11.4 80 12 3 a

DLC3 S AR B 1 6 0 R 2 0 0 N4 8 C 16 2 24 48 15.4 9 0 16 3 a

DLC3 S AR B 1 6 0 R 3 0 0 N4 8 C 16 3 24 48 15.4 9 0 16 3 a

DLC3 S AR B 1 6 0 R 4 0 0 N4 8 C 16 4 24 48 15.4 9 0 16 3 a

DLC3 S AR B 2 0 0 R 2 0 0 N5 5 C 20 2 30 55 18 100 20 3 a

DLC3 S AR B 2 0 0 R 3 0 0 N5 5 C 20 3 30 55 18 100 20 3 a

DLC3 S AR B 2 0 0 R 4 0 0 N5 5 C 20 4 30 55 18 100 20 3 a

DLC3 S AR B 2 5 0 R 2 0 0 N5 5 C 25 2 37.5 55 23 100 25 3 a

DLC3 S AR B 2 5 0 R 3 0 0 N5 5 C 25 3 37.5 55 23 100 25 3 a

DLC3 S AR B 2 5 0 R 4 0 0 N5 5 C 25 4 37.5 55 23 100 25 3 a

DLC3 S AR B 2 5 0 R 5 0 0 N5 5 C 25 5 37.5 55 23 100 25 3 a

( m m )

D C = 12 D C > 12
 0
-  0.020

 0
-  0.030

 0
-  0.011

 0
-  0.013

DC =
R E =
APMX =
LU =

DN =
LF =
DCON =
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High Effi ciency Machining of Aluminum Alloys

C a r b o n  S t e e l ,  Al l o y  S t e e l ,  C a s t  I r o n
( < 30H R C )

T o o l  S t e e l ,  P r e - h a r d e n e d  S t e e l , H a r d e n e d  S t e e l
( <45H R C )

H a r d e n e d  S t e e l  
( <55H R C )

H a r d e n e d  S t e e l  
( > 55H R C )

Au st e n i t i c 
S t a i n l e ss S t e e l

T i t a n i u m  Al l o y
H e a t  R e s i s t a n t  Al l o y C o p p e r  Al l o y Al u mi n u m Al l o y

C u t t i n g  D i a .
D e p t h  o f  C u t  M a x.
U sa b l e  L e n g t h
N e ck D i a .

F u n ct i o n a l  L e n g t h
C o n n e ct i o n  D i a .

*  N u m b e r  o f  F l u t e s

End mill, Short cut length, 3 fl ute, with multiple internal thru-coolant holes

Or d e r  Nu m b e r No . F

St
oc

k

12< D C O N <16 20< D C O N <25

*

C u r ve d
E d g e

a

a
S t a b i l i t y a n d  r e l i a b i l i t y e ve n  w h e n  sl o t t i n g ,  r a m p i n g  a n d  p l u n g i n g .
The cross sectional geometry of the fl utes is perfect for effi  cient chip discharge.

C a r b o n  S t e e l ,  Al l o y  S t e e l ,  C a s t  I r o n
( < 30H R C )

T o o l  S t e e l ,  P r e - h a r d e n e d  S t e e l , H a r d e n e d  S t e e l
( <45H R C )

H a r d e n e d  S t e e l  
( <55H R C )

H a r d e n e d  S t e e l  
( > 55H R C )

Au st e n i t i c 
S t a i n l e ss S t e e l

T i t a n i u m  Al l o y
H e a t  R e s i s t a n t  Al l o y C o p p e r  Al l o y Al u m i n u m  Al l o y

Or d e r  Nu m b e r No . F

St
oc

k*

*  N u m b e r  o f  F l u t e s

Corner radius end mill, Short cut length, 3 fl ute, with multiple internal through coolant holes

C u r ve d
E d g e

a

a
S t a b i l i t y a n d  r e l i a b i l i t y e ve n  w h e n  sl o t t i n g ,  r a m p i n g  a n d  p l u n g i n g .
D L C  co a t i n g  a i d s i n  p r o vi d i n g  e xce l l e n t  ch i p  e va cu a t i o n .

12< D C O N <16 20< D C O N <25

C u t t i n g  D i a .
C o r n e r  R a d i u s
D e p t h  o f  C u t  M a x.
U sa b l e  L e n g t h

N e ck D i a .
F u n ct i o n a l  L e n g t h
C o n n e ct i o n  D i a .
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DC =
R E =

APMX =
LU =

DN =
LF =
DCON =

e

A3SARB

DC R E APMX LU DN LF DCON

A3 S AR B 1 2 0 R 1 0 0 N3 6 C 12 1 18 36 11.4 80 12 3 a

A3 S AR B 1 2 0 R 2 0 0 N3 6 C 12 2 18 36 11.4 80 12 3 a

A3 S AR B 1 2 0 R 3 0 0 N3 6 C 12 3 18 36 11.4 80 12 3 a

A3 S AR B 1 6 0 R 2 0 0 N4 8 C 16 2 24 48 15.4 9 0 16 3 a

A3 S AR B 1 6 0 R 3 0 0 N4 8 C 16 3 24 48 15.4 9 0 16 3 a

A3 S AR B 1 6 0 R 4 0 0 N4 8 C 16 4 24 48 15.4 9 0 16 3 a

A3 S AR B 2 0 0 R 2 0 0 N5 5 C 20 2 30 55 18 100 20 3 a

A3 S AR B 2 0 0 R 3 0 0 N5 5 C 20 3 30 55 18 100 20 3 a

A3 S AR B 2 0 0 R 4 0 0 N5 5 C 20 4 30 55 18 100 20 3 a

A3 S AR B 2 5 0 R 2 0 0 N5 5 C 25 2 37.5 55 23 100 25 3 a

A3 S AR B 2 5 0 R 3 0 0 N5 5 C 25 3 37.5 55 23 100 25 3 a

A3 S AR B 2 5 0 R 4 0 0 N5 5 C 25 4 37.5 55 23 100 25 3 a

A3 S AR B 2 5 0 R 5 0 0 N5 5 C 25 5 37.5 55 23 100 25 3 a

( m m )

D C = 12 D C > 12
 0
-  0.020

 0
-  0.030

 0
-  0.011

 0
-  0.013

a :  US A S t o c k

A3SA/A3SARB, DLC3SA/DLC3SARB

12 .472 4070 33000 59 0.6 .236 .472
16 .630 5445 33000 787.4 .315 .630
20 .787 679 0 33000 1023.6 .39 4 .787
25 .984 849 5 33000 1259 .8 .49 2 .9 84

12 .472 19 70 16000 283.5 .236 .472
16 .630 19 70 12000 283.5 .315 .630
20 .787 19 70 9 500 29 1.3 .39 4 .787
25 .984 19 70 7600 287.4 .49 2 .9 84

12 .472 4070 33000 59 0.6 .236
16 .630 5445 33000 787.4 .315
20 .787 679 0 33000 1023.6 .39 4
25 .984 849 5 33000 1259 .8 .49 2

12 .472 19 70 16000 283.5 .236
16 .630 19 70 12000 283.5 .315
20 .787 19 70 9 500 29 1.3 .39 4
25 .984 19 70 7600 287.4 .49 2

y

y

y
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( i n ch )

( i n ch )

( i n ch )

( i n ch )
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High Effi ciency Machining of Aluminum Alloys

C a r b o n  S t e e l ,  Al l o y  S t e e l ,  C a s t  I r o n
( < 30H R C )

T o o l  S t e e l ,  P r e - h a r d e n e d  S t e e l , H a r d e n e d  S t e e l
( <45H R C )

H a r d e n e d  S t e e l  
( <55H R C )

H a r d e n e d  S t e e l  
( > 55H R C )

Au st e n i t i c 
S t a i n l e ss S t e e l

T i t a n i u m  Al l o y
H e a t  R e s i s t a n t  Al l o y C o p p e r  Al l o y Al u m i n u m  Al l o y

Or d e r  Nu m b e r No . F

St
oc

k

C u t t i n g  D i a .
C o r n e r  R a d i u s
D e p t h  o f  C u t  M a x.
U sa b l e  L e n g t h

N e ck D i a .
F u n ct i o n a l  L e n g t h
C o n n e ct i o n  D i a .

*

*  N u m b e r  o f  F l u t e s

Corner radius end mill, Short cut length, 3 fl ute, with multiple internal thru-coolant holes

C u r ve d
E d g e

a

a

S t a b i l i t y a n d  r e l i a b i l i t y e ve n  w h e n  sl o t t i n g ,  r a m p i n g  a n d  p l u n g i n g .
The cross sectional geometry of the fl utes is perfect for effi  cient chip discharge.

12< D C O N <16 20< D C O N <25

N o t e  1)  I t  i s r e co m m e n d e d  t o  u se  a  w a t e r - so l u b l e  co o l a n t . I t  i s a l so  p o ssi b l e  t o  u se  a i r  b l o w  ( e xt e r n a l / i n t e rn a l ) f o r  D L C  co a t e d  t yp e s.
N o t e  2)   C l i m b  m i l l i n g  i s r e co m m e n d e d  f o r  si d e  cu t t i n g .
N o t e  3)   T h i s t a b l e  sh o w s t h e  cu t t i n g  co n d i t i o n  w i t h  l e ss t h a n  4D  o ve r h a n g  l e n g t h . I f  m o r e  t h a n  4D ,  sp i n d l e  sp e e d ,  f e e d  r a t e  a n d  d e p t h  o f  cu t  

sh o u l d  b e  r e d u ce d .
N o t e  4)   W h e n  r a m p i n g ,  co n si d e r  t h e  ch i p  d i sch a r g e  a n d  u se  a  f e e d  r a t e  50%  l o w e r  t h a n  t h e  sl o t t i n g  co n d i t i o n s a b o ve  a n d  a l so  u se  a  r a m p i n g  

a n g l e  o f  5º  o r  l e ss.
 N o t e  5)   I f  t h e  r i g i d i t y  o f  t h e  m a c h i n e  o r  t h e  w o r k p i e c e  m a t e r i a l s  i n s t a l l a t i o n  i s  v e r y  l o w ,  o r  c h a t t e r i n g  a n d  n o i s e  a r e  g e n e r a t e d ,  r e d u c e  t h e  

r e vo l u t i o n  a n d  f e e d  r a t e  p r o p o r t i o n a t e l y w i t h i n  t h e  r a n g e  d e scr i b e d  i n  t h e  a b o ve  t a b l e ,  o r  r e d u ce  t h e  d e p t h  a n d  w i d t h  o f  cu t .

D C : C u t t i n g  D i a .

D C : C u t t i n g  D i a .

S i d e  Mi l l i n g

S i d e  Mi l l i n g

S l o t  Mi l l i n g

S l o t  Mi l l i n g

W o r k p i e c e
M a t e r i a l Al u m i n u m  Al l o ys

W o r k p i e c e
M a t e r i a l Al u m i n u m  Al l o ys

W o r k p i e c e
M a t e r i a l Al u m i n u m  Al l o ys

W o r k p i e c e
M a t e r i a l Al u m i n u m  Al l o ys

R e c o m m e n d e d  Cu t t i n g  Co n d i t i o n s
Use high effi  ciency cutting conditions when the machine and workpiece rigidity, and chip evacuation properties are suffi  cient.
U se  l o w e r ,  g e n e r a l - p u r p o se  cu t t i n g  co n d i t i o n s w h e n  t h e  m e ch a n i ca l  o r  w o r kp i e ce  r i g i d i t y o r  ch i p  e va cu a t i o n  p o r p e r t i e s a r e  
insuffi  cient.

High Effi  ciency Conditions

G e n e r a l - p u r p o s e  Co n d i t i o n s

D i a .DC C u t t i n g  S p e e d
( S F M )

R e vo l u t i o n
( m i n - 1)

F e e d  R a t e
( I P M )

D e p t h  o f  C u t
a e

D e p t h  o f  C u t
a p( m m ) ( i n ch )

D e p t h  o f
C u t

D i a .DC C u t t i n g  S p e e d
( S F M )

R e vo l u t i o n
( m i n - 1)

F e e d  R a t e
( I P M )

D e p t h  o f  C u t
a e

D e p t h  o f  C u t
a p( m m ) ( i n ch )

D e p t h  o f
C u t

D i a .DC C u t t i n g  S p e e d
( S F M )

R e vo l u t i o n
( m i n - 1)

F e e d  R a t e
( I P M )

D e p t h  o f  C u t
a p( m m ) ( i n ch )

D e p t h  o f
C u t

D i a .DC C u t t i n g  S p e e d
( S F M )

R e vo l u t i o n
( m i n - 1)

F e e d  R a t e
( I P M )

D e p t h  o f  C u t
a p( m m ) ( i n ch )

D e p t h  o f
C u t
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Cu t t i n g  E x a m p l e

< C u t t i n g  C o n d i t i o n s>
W o r kp i e ce  M a t e r i a l :  A7050
T o o l :  A3S AR B 250R 300N 55C

           D C  =  ø 25 m m  ( .9 84 i n ch )  
      R E = 3.0 m m  ( .118 i n ch )

S p i n d l e  R e vo l u t i o n :  33000 m i n - 1

C u t t i n g  S p e e d :  vc =  2600 m / m i n  ( 8530 S F M )
F e e d  R a t e :  f  =  25000 m m / m i n  ( 9 84 I P M )
F e e d :  f z =  0.25 m m / t . ( .010 I P T )
D e p t h  o f  C u t :  a p  =  16 m m  ( .630 i n ch )

  a e  =  25 m m  ( .9 84 i n ch )
C u t t i n g  M o d e :  I n t e r n a l  C o o l a n t

  ( W a t e r - so l u b l e  C o o l a n t s)
M a c h i n e :  F o r  m a c h i n i n g  a l u m i n u m  

s t r u c t u r a l  p a r t s  f o r  a i r c r a f t  
H i g h - s p e e d ,  h i g h - o u t p u t  
h o r i zo n t a l  5- a xi s M / C

Ma c h i n i n g  w i t h  a  H i g h - s p e e d ,  H i g h - o u t p u t  H o r i z o n t a l  5 - a x i s  Ma c h i n i n g  Ce n t e r
Ultra-high efficiency processing was achieved with a stable chip discharge and no chattering.
M e t a l  R e m o v a l  R a t e  o f  10, 000c m 3/ m i n  ( > 600 i n 3 / m i n )
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For Your Safety

• Don’t handle inserts and chips
without gloves.

• Please machine within the
recommended application range
and exchange expired tools with
new ones in advance of breakage.

• Please use safety covers and wear
safety glasses.

• When using compounded cutting
oils, please take fire precautions.

• When attaching inserts or spare
parts, please use only the correct
wrench or driver.

• When using rotating tools, please
make a trial run to check run-out,
vibration and abnormal sounds etc.

Product Brands Crafted by Mitsubishi Materials U.S.A.

Toronto Office (Canada Branch)

3535 Laird Road, Units 15 & 16
Mississauga, Ontario, Canada L5L 5Y7
Main: 905.814.0240
Fax: 905.814.0245

Detroit Office (Moldino CS)

41700 Gardenbrook Road, Suite 120
Novi, MI 48375
Main: 248.308.2620
Fax: 248.308.2627

California Office (Headquarters)

3535 Hyland Avenue, Suite 200 
Costa Mesa, CA 92626
Customer Service: 800.523.0800
Technical Service: 800.486.2341

Chicago Office (Engineering)

300 N. Martingale Road, Suite 500
Schaumburg, IL 60173
Main: 847.252.6300
Fax: 847.519.1732

North Carolina-MTEC (Marketing & Technical Center)

105 Corporate Center Drive, Suite A
Mooresville, NC 28117
Main: 980.312.3100
Fax: 704.746.9292

MMC Metal de Mexico, S.A. DE C.V.
Av. La Cañada No.16, 
Parque Industrial Bernardo
Quintana, El Marques,  
Queretaro C.P. 76246 MEXICO
Main: +52.442.221.61.36
Fax: +52.442.221.61.34




