HY-PRO Carbide Cutting Tools for Non-ferrous Materials
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Carbide cutting tools designed to reduce initial costs in non-ferrous material machining
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Carbide Dirills for Non-ferrous Materials
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General-purpose carbide drills optimized for non-ferrous material machining
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Carbide Drill with Internal Coolant Holes for Non-ferrous Materials
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Features internal coolant holes for enhanced machining efficiency
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Carbide End Mills for Non-ferrous Materials
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Advanced cutting edge geometry ensures superior surface finish
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2-flute
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3-flute
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Excellent chip evacuation enables high-efficiency roughing
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Carbide Dirills for Non-ferrous Materials
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Special gash geometry
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Unique R Gash geometry enables super low cutting resistance and
exceptional chip control
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Unique flute form with exceptional surface smoothness
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outstanding chip ev capability

z-'f'llﬂ-\_”l 3 HYP-ALDO-5DIC;E R

Coolant holes *Applicable to HYP-ALDO-5D
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Double margin improves stability
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Carbide End Mills for Non-ferrous Materials
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Flute design optimized for chip evacuation
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Wide flute geometry combined with high surface smoothness
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High-performance cutting edge design
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Sharp cutting edge with a 45° high-helix flute design
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Nicked flute geometry tailored for non-ferrous material machining *Applicable to HYP-ALM-RF
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Enables high-efficiency roughing
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3D947° Type B{I:mm Unit:mm
¥—JUNo. [CE3l BER | &R |VrvoR| fkin | FEE | M Y—JUNo. [Ei:3l ER | &R |VrvoR| foin | EE | B

EDP No. DC LCF OAL | DCON PL Stock (Yen) EDP No. DC LCF OAL | DCON PL Stock (Yen)

7730100 1 7 38 3102 @ 2,060 7730370 3.7 20 62 6 | 09 @ 3,200
7730110 1.1 7 38 3103 @ 2,060 7730380 3.8 24 66 6 | 09 @® 3,200
7730120 1.2 8 38 3103 @ 2,060 7730390 3.9 24 66 6 | 09 @ 3,200
7730130 1.3 8 38 3103 @ 2,060 7730400 4 24 66 6 | 09 @ 3,200
7730140 1.4 9 38 3103 ® 1810 7730410 4.1 24 66 6 |1 @ 3,200
7730150 1.5 9 45 3103 ® 1810 7730420 4.2 24 66 6 |1 @ 3,200
7730160 1.6 10 45 3104 ® 12810 7730430 4.3 24 66 6 |1 @ 3,340
7730170 1.7 10 45 3|04 ® 1,630 7730440 4.4 24 66 6 |1 ® 3340
7730180 1.8 11 45 3|04 @® 1,630 7730450 4.5 24 66 6 |1 @ 3340
7730190 1.9 11 45 3|04 ® 1,630 7730460 4.6 24 66 6 | 1.1 ® 3340
7730200 2 13 52 3105 @® 1,630 7730470 4.7 24 66 6 | 1.1 @ 3,340
7730210 2.1 13 52 3|05 ® 1,630 7730480 4.8 28 66 6 | 1.1 ® 3,500
7730220 2.2 13 52 3105 ® 1,630 7730490 4.9 28 66 6 | 1.1 @ 3,500
7730230 23 13 52 3|05 ® 1,630 7730500 5 28 66 6 | 1.2 @ 3,500
7730240 24 15 52 3106 C@ 1810 7730510 5.1 28 66 6 | 1.2 |C@ 3,500
7730250 25 15 56 3|06 ® 1810 7730520 5.2 28 66 6 |12 @ 3,820
7730260 2.6 15 56 3 |06 @® 1,930 7730530 58 28 66 6 | 1.2 @ 3,820
7730270 2.7 17 56 31|06 ® 1,930 7730540 5.4 28 66 6 |13 ® 3,820
7730276 276 | 17 56 3106 @ 1930 7730550 5.5 28 66 6 |13 @® 3,820
7730280 2.8 17 56 3|07 ® 1,930 7730560 5.6 28 66 6 |13 ® 4,010
7730290 29 17 56 31|07 @ 1930 7730570 5.7 28 66 6 |13 @ 4,010
7730300 3 20 62 6 | 0.7 ® 2,780 7730580 5.8 28 66 6 |14 @® 4,010
7730310 3.1 20 62 6 | 0.7 @ 3,200 7730590 5.9 28 66 6 | 14 @ 4,010
7730320 3.2 20 62 6 | 0.7 @ 3,200 7730600 6 28 66 6 |14 @ 3,820
7730330 3.3 20 62 6 | 0.8 @ 3,200 7730610 6.1 34 79 8 | 14 ® 4410
7730340 3.4 20 62 6 | 0.8 @ 3,200 7730620 6.2 34 79 8|14 @® 4410
7730350 3.5 20 62 6 | 0.8 @ 3,200 7730630 6.3 34 79 8 |15 @ 4410
7730360 3.6 20 62 6 | 0.8 @ 3,200 7730640 6.4 34 79 8 |15 ® 4410
7730366 3.66 | 20 62 6 | 09 @ 3,200 7730650 6.5 34 79 8 | 15 @® 4410
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- See p.4 for explanation of icons.
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BB 8 oo materias BERDFFEZE Tolerance for Drill Diameter SMEDEFEE Tolerance for milling diameter
RO 3 e & amiar QO Isioneramizs
Tolerance for drill diameter
B v shank H nUnA reixange B tHIR44 cutting conditions
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Suitable for the shrink holder system Helix angle of flute for drills Helix angle of flute for end mills Indicates page number for cutting conditions
m B{iT:mm Unit:mm
Y—JUNo. ‘ il BR | =R (VIR Soin | EE | REE Y—JLNo. ‘ [EE BR | &R (VvIB| ftim | TEE | REMEE
EDP No. DC LCF | OAL [DCON| PL | Stock | (Yen) EDP No. DC LCF | OAL |DCON| PL | Stock | (Yen)
7730660 6.6 34 79 8 | 15 @ 4,680 7730950 9.5 47 89 | 10 | 2.2 @® 759
7730670 6.7 34 79 8 | 1.6 ® 4680 7730960 9.6 47 89 | 10 | 2.2 ® 7,59
7730680 6.8 34 79 8 |16 ® 4,680 7730970 9.7 47 89 | 10 | 23 ® 759
7730690 6.9 34 79 8 | 16 @® 4,680 7730980 9.8 47 89 | 10 | 23 ® 7710
7730700 7 34 79 8 |16 ® 4,890 7730990 9.9 47 89 | 10 | 23 ® 7710
7730710 71 | 4 79| 8 |17 ® 5,180 7731000 10 47 89 | 10 | 23 ® 7710
7730720 7.2 41 79 8 |17 ® 5,180 7731010 10.1 55 | 102 | 12 | 24 ® 9,890
7730730 7.3 41 79 8 | 1.7 ® 5,180 7731020 10.2 55 [ 102 |12 | 24 @ 9890
7730740 7.4 41 79 8 | 1.7 ® 5,180 7731030 10.3 55 | 102 | 12 | 24 @® 93890
7730750 7.5 41 79 8 | 17 ® 5,180 7731040 104 55 | 102 | 12 | 24 @ 9890
7730760 7.6 41 79 8 |18 ® 5,430 7731050 10.5 55 [ 102 | 12 | 24 @ 9950
7730770 7.7 41 79 8 | 1.8 ® 5430 7731060 10.6 55 | 102 | 12 | 25 @ 10,500
7730780 7.8 41 79 8118 ® 5,430 7731070 10.7 55 [ 102 | 12 | 25 @ 10,500
7730790 7.9 41 79 8 | 18 ® 5430 7731080 10.8 55 1102 |12 | 25 ¢ @ 10,500
7730800 8 41 79 8 |19 |Cl@ 5430 7731090 10.9 55 [ 102 | 12 | 25 @ 10,500
7730810 8.1 47 89 | 10 | 1.9 ® 6,100 7731100 11 55 1102 |12 | 26 @ 10,500
7730820 8.2 47 89 |10 | 19 ® 6,100 7731110 11.1 55 [ 102 | 12 | 26 @ 10,200
7730830 8.3 47 89 | 10 | 1.9 ® 6,100 7731120 11.2 55 102 |12 | 26 @ 10,200
7730840 8.4 47 89 | 10 | 2 @® 6,260 7731130 11.3 55 | 102 | 12 | 2.6 @ 10,200
7730850 8.5 47 89 | 10 | 2 ® 6,260 7731140 11.4 55 102 | 12 | 2.7 @ 10,200
7730860 8.6 47 89 | 10 | 2 ® 6,550 7731150 11.5 55 [ 102 | 12 | 2.7 @ 10,300
7730870 8.7 47 89 | 10 | 2 ® 6,550 7731160 11.6 55 1102 | 12 | 2.7 @ 10,700
7730880 8.8 47 89 | 10 | 2.1 ® 6,550 7731170 11.7 55 [ 102 | 12 | 2.7 @ 10,700
7730890 8.9 47 89 | 10 | 2.1 ® 6,550 7731180 11.8 55 | 102 | 12 | 2.8 @ 10,700
7730900 9 47 89 | 10 | 21 ® 6,550 7731190 11.9 55 | 102 | 12 | 2.8 @ 10,700
7730910 9.1 47 89 | 10 | 21 ® 6910 7731200 12 55 102 | 12 | 2.8 @® 10,700
7730920 9.2 | 47 89 | 10 | 2.1 ® 6910 @ =R#EER @=Standard stock item
7730930 9.3 47 89 | 10 | 2.2 ® 6910
7730940 9.4 47 89 | 10 | 2.2 ® 6910
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5D947° Type B{I:mm Unit:mm
¥—IJLNo. [CEAl BR | &R (VIR Stim | TEEE | REMK Y—JUNo. ‘ [CEAl BR | &R (VIR Stim | TEEE | R

EDP No. ble LCF | OAL |DCON| PL | Stock | (Yen) EDP No. ble LCF | OAL |DCON| PL | Stock | (Yen)

7740300 3 28 66 6 | 0.7 @ 9820 7740530 53 | 44 82 6 | 1.2 @ 10,200
7740310 3.1 28 66 6 | 0.7 @® 9820 7740540 54 | 44 82 6 | 13 @ 10,200
7740320 3.2 28 66 6 | 0.7 @ 9820 7740550 55 | 44 82 6 | 13 @ 10,200
7740330 3.3 28 66 6 | 0.8 @ 9820 7740560 56 | 44 82 6 |13 @ 10,200
7740340 34 | 28 66 6 | 08 @ 9820 7740570 57 | 44 82 6 | 13 @ 10,200
7740350 3.5 28 66 6 | 0.8 @ 9820 7740580 58 | 44 82 6 |14 @ 10,200
7740360 36 | 28 66 6 | 0.8 @® 93870 7740590 59 | 44 82 6 |14 @ 10,200
7740370 3.7 28 66 6 | 09 ® 9870 7740600 6 44 82 6 |14 @ 10,200
7740380 3.8 36 74 6 | 09 @ 9870 7740610 6.1 53 91 8 | 14 @ 13,300
7740390 39 | 36 74 6 | 09 ® 9870 7740620 6.2 53 91 8 |14 @®| 13,300
7740400 4 36 74 6 | 09 @® 9870 7740630 6.3 53 91 8 | 15 @ 13,300
7740410 4.1 36 74 6 |1 C|l@®@ 9870 7740640 64 | 53 91 8 | 1.5 |C|@] 13,300
7740420 4.2 36 74 6 |1 @ 9870 7740650 6.5 53 91 8 | 15 @ 13,300
7740430 4.3 36 74 6 |1 @ 9870 7740660 6.6 | 53 91 8 |15 @ 13,300
7740440 44 | 36 74 6 |1 @ 9870 7740670 6.7 53 91 8 | 16 @ 13,300
7740450 4.5 36 74 6 |1 @ 9870 7740680 6.8 | 53 91 8 |16 @ 13,300
7740460 46 | 36 74 6 | 1.1 @ 10,200 7740690 69 | 53 91 8 | 16 @ 13,300
7740470 4.7 36 74 6 | 1.1 @ 10,200 7740700 7 53 91 8 |16 @ 13,300
7740480 48 | 44 82 6 [ 1.1 @ 10,200 7740710 7.1 53 91 8 | 1.7 @ 14,100
7740490 49 | 44 82 6 | 1.1 @ 10,200 7740720 7.2 53 91 8 | 1.7 @®| 14,100
7740500 5 44 82 6 | 1.2 @ 10,200 7740730 7.3 53 91 8 | 1.7 @ 14,100
7740510 5.1 44 82 6 | 1.2 @ 10,200 7740740 74 | 53 91 8 | 1.7 @ 14,100
7740520 52 | 44 82 6 | 1.2 @ 10,200 7740750 7.5 53 91 8 | 1.7 @ 14,100

* PAOVDFHRBAEpAZETE T, @ =1Z#EEmR @=Standard stock item

- See p.4 for explanation of icons.
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m B{iI:mm Unit:mm

Y—JUNo. ‘ gl BR | =R (VIR Soin | EE | RS Y—JUNo. ‘ [EEAl BR | &R (VIR Stim | EE | SRR
EDP No. DC LCF | OAL [DCON| PL | Stock | (Yer) EDP No. DC LCF | OAL |DCON| PL | Stock | (Yen)
7740760 7.6 | 53 91 8 |18 @ 14,100 7740990 9.9 | 61 103 | 10 | 2.3 @®| 16,700
7740770 77 | 53 91 8 |18 @®| 14,100 7741000 10 61 103 | 10 | 2.3 @®| 16,700
7740780 7.8 | 53 91 8 |18 @ 14,100 7741010 10.1 71 118 | 12 | 24 @®| 24,600
7740790 79 | 53 91 8 |18 @®| 14,100 7741020 10.2 | 71 118 | 12 | 24 @ | 24,600
7740800 8 53 91 8 |19 @®| 14,100 7741030 103 | 71 118 | 12 | 24 @ | 24,600
7740810 8.1 61 | 103 | 10 | 1.9 @®| 15,800 7741040 104 | 71 118 | 12 | 24 @/ 24,600
7740820 82 | 61 | 103 |10 | 19 @®| 15,800 7741050 105 | 71 118 | 12 | 24 @ | 24,600
7740830 83 | 61 | 103 | 10 | 1.9 @®| 15,800 7741060 106 | 71 118 | 12 | 25 @/ 24,600
7740840 84 | 61 | 103 | 10 | 2 @®| 15,800 7741070 10.7 | 71 | 118 | 12 | 25 @ | 24,600
7740850 85 | 61 | 103 | 10 | 2 @®| 15,800 7741080 10.8 | 71 118 | 12 | 25 @/ 24,600
7740860 86 | 61 | 103 | 10 | 2 @®| 15,800 7741090 109 | 71 118 | 12 | 25 c @®| 24,600
7740870 87 | 61 | 103 |10 |2 |C|@ 15800 7741100 11 71 118 | 12 | 26 @®| 24,600
7740880 88 | 61 | 103 | 10 | 2.1 @®| 15,800 7741110 11.1 71 118 | 12 | 26 @ | 24,600
7740890 89 | 61 | 103 | 10 | 2.1 @®| 15,800 7741120 11.2 | 71 118 | 12 | 2.6 @ 24,600
7740900 9 61 | 103 | 10 | 2.1 @®| 15,800 7741130 113 | 71 118 | 12 | 26 @ | 24,600
7740910 9.1 61 | 103 | 10 | 2.1 @®| 16,700 7741140 1.4 | 71 118 | 12 | 2.7 @ | 24,600
7740920 9.2 | 61 | 103 | 10 | 2.1 @®| 16,700 7741150 115 | 71 118 | 12 | 2.7 @®| 24,600
7740930 93 | 61 | 103 | 10 | 2.2 @®| 16,700 7741160 11.6 | 71 118 | 12 | 2.7 @/ 24,600
7740940 94 | 61 | 103 | 10 | 2.2 @ 16,700 7741170 11.7 | 71 | 118 | 12 | 2.7 @ | 24,600
7740950 95 | 61 | 103 | 10 | 2.2 @®| 16,700 7741180 11.8 | 71 118 | 12 | 2.8 @/ 24,600
7740960 96 | 61 | 103 | 10 | 2.2 @®| 16,700 7741190 11.9 | 71 118 | 12 | 2.8 @®| 24,600
7740970 9.7 | 61 | 103 | 10 | 23 @®| 16,700 7741200 12 71 118 | 12 | 2.8 @®| 24,600

7740980 9.8 | 61 | 103 | 10 | 23 @®| 16,700 @ =1F#EEm @ =Standard stock item




;‘E ﬁ* m EEE I y F E } I/ 2 E Carbide End Mill for Non-ferrous Materials 2-flute
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BfiI:mm  Unit:mm

—JUNo. AR |Vrvof| BAR | 2R | IR Y—IJUNo. ‘ AR |VrUoE| AR | EE | (RS
EDP No. APMX | DCON | Type | Stock |  (Yen) EDP No. APMX | DCON | Type | Stock |  (Yen)
7720000 50 3 @® 1,980 7720017 7 65 | 23 8 1 @ 4310
7720001 1 45 5 6 1 @ 1,980 7720018 8 70 | 23 8 5 @ 4310
7720002 60 6 @® 2,190 7720019 80 | 31 @ 4,700
7720003 1.2 | 50 4 6 | 1 @® 1,980 7720020 10 75 | 28 10l 2 @ 5940
7720004 50 5 @ 1,980 7720021 90 | 36 @ 6,820
7720005 '3 60 8 o 1 @® 2,19 7720022 80 | 33 @ 7920
7720006 50 6 @® 1,980 7720023 12 95 | 41 2|2 ® 9120
7720007 2 60 | 10 o1 ® 2,19 7720024 14 | 2 ¢ @®| 13,600
7720008 25| 55| 10 6| 1 |[Cl@ 219 7720025 1 20 38 16 | 1 @ 18,500
7720009 3 55| 11 6| 1 ® 2,19 7720026 16 100 | 43 16| 2 @/ 19,500
7720010 65 | 15 ® 2410 7720027 105 | 53 @/ 20,400
7720011 55| 13 ® 2,250 7720028 18 100 | 49 | 16 | 3 @/ 28,300
7720012 4 65 | 16 ol ® 2510 7720029 100 | 49 @/ 30,200
7720013 55 | 17 ® 2,250 7720030 20 110 | 56 202 @®| 31,600
7720014 > 60 | 22 ol @ 2,250 @ =1Z#7EEmR @ =Standard stock item

7720015 60 | 17 ® 2,250
7720016 ° 70 | 26 °| 2 @ 2,400
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Bfi:mm  Unit:mm

Y—JUNo. U |vrvoE| Bk | TEEE | i Y—ILNo. ‘ il 2R | AR vk R | EE | R
EDP No. APMX | DCON | Type | Stock (Yen) EDP No. DC (LIF APMX | DCON | Type | Stock (Yen)
7721000 40 2 ® 2,080 7721027 5 ® 2,250
7721001 2.5 ® 2,080 7721028 45 8 ® 2250
7721002 1 50 3 6 1 ® 2,19 7721029 11 ® 2,250
7721003 60 4 ® 2410 7721030 4 55| 13 6 1 ® 2510
7721004 6 ® 2410 7721031 65 | 16 ® 2730
7721005 1.2 50 4 6 1 ® 2,190 7721032 70 | 20 ® 2880
7721006 40 3 @ 2,080 7721033 75 | 26 @ 3,000
7721007 50 5 ® 2,19 7721034 80 | 30 ® 3,180
7721008 1.5 6 6 1 @® 2410 7721035 4.5 55| 15 6 1 ® 2510
7721009 60 8 ® 2410 7721036 45 6 ® 2250
7721010 10 ® 2650 7721037 55| 17 ® 2510
7721011 40 3 ® 2,080 7721038 60 | 22 ® 2510
7721012 50 6 @® 2,19 7721039 5 70 | 26 6 1 ® 2630
7721013 2 8 6 1 |C|l@ 2410 7721040 75 | 31 Cl@®@ 2730
7721014 60 | 10 ® 2410 7721041 80 | 36 ® 2880
7721015 12 ® 2410 7721042 85 | 41 @ 3,000
7721016 40 8 ® 2,080 7721043 90 | 46 @ 3,180
7721017 25 55| 10 6 1 ® 2410 7721044 55 55 | 17 6 1 ® 2360
7721018 60 | 12 ® 2410 7721045 50 7 ® 2,360
7721019 45 4 ® 2,190 7721046 13 ® 2360
7721020 8 ® 2,19 7721047 60 17 ® 2510
7721021 55| 11 ® 2410 7721048 22 ® 2510
7721022 3 65 | 15 6 1 ® 2650 7721049 6 70 | 26 6 2 ® 2630
7721023 70 | 20 ® 2,780 7721050 75 | 31 ® 2730
7721024 75 | 25 ® 2890 7721051 80 | 36 ® 2880
7721025 80 | 30 ® 3,050 7721052 90 | 43 ® 3,180
7721026 3.5 55| 12 6 1 ® 2510 7721053 100 | 51 @® 3470
« A IVDHBIFpAETETEL, 7721054 7 65 | 23 8 1 |C|l@| 4,700
- See p.4 for explanation of icons. @ = i=E 1 ES @=Standard stock item
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m B{I:mm Unit:mm

Y=JLNo. ‘ el SR | IR |vrvB Rk | EE | B v—JuNo. ‘ il SR | UE |vroB Rk | 1EE | SR

EDP No. DC LF APMX | DCON | Type | Stock (Yen) EDP No. DC ILIF APMX | DCON | Type | Stock (Yen)

7721055 i 10 @® 4,490 7721084 10 56 @ 11,600

7721056 20 ® 4490 7721085 61 @®| 11,600

7721057 70 | 23 ® 4,700 7721086 12 120 66 12 2 |C|@| 12,800

7721058 0 29 ® 5,160 7721087 71 @®| 12,800

7721059 31 ® 5,160 7721088 135 | 76 @ 14,700

7721060 8 85 | 36 8| 2 |[Cl@ 5410 7721089 14 90 | 38 | 16 | 1 |C|@]| 20,300

7721061 920 | 41 @® 5,700 7721090 % 19 @ 20,300

7721062 95 | 46 ® 5990 7721091 33 @®| 20,300

7721063 100 | 51 ® 6,290 7721092 100 | 43 @ 21,400

7721064 105 | 56 ® 6,610 7721093 105 | 53 @ 21,900

7721065 110 | 66 @® 6930 7721094 110 | 56 @ 22,400

7721066 9 70 | 28 10 1 |Cl@| 6,530 7721095 16 130 | 66 16 2 |C|@]| 24,700

7721067 o 12 ® 6,210 7721096 150 | 76 @ 27,200

7721068 23 ® 6,210 7721097 160 | 86 @ 28,400

7721069 75 | 28 @® 6,530 7721098 180 | 96 @ 31,300

7721070 33 ® 7490 7721099 190 | 106 @ 32,900

7721071 92 | 36 ® 7490 7721100 200 | 116 @ 34,500

7721072 10 41 10 2 |C\@ 7490 7721101 18 100 | 49 16 3 |C|@| 31,100

7721073 46 ® 38270 7721102 23 @ 31,600

7721074 100 51 ® 38270 7721103 %0 39 @ 31,600

7721075 . 56 @® 9,090 7721104 100 | 49 @ 33,200

7721076 61 ® 9,090 7721105 110 | 56 @ 34,800

7721077 120 | 66 @® 9980 7721106 130 | 66 @ 38,500

7721078 20 14 @® 8,300 7721107 20 150 | 76 20 2 |C|@]| 42,200

7721079 27 ® 38,300 7721108 160 | 86 @ 44,300

7721080 12 80 | 33 1 » Ic ® 8730 7721109 180 | 96 @ 48,600

7721081 95 | 41 @ 10,100 7721110 190 | 106 @ 51,100

7721082 100 46 @ 10,600 7721111 200 (116 @ 53,500

7721083 51 @ 10,600 7721112 220 | 126 @ 58,900
* PAAVDFHAFpAZETE TSI, @ =124 EmMR @=Standard stock item

- See p.4 for explanation of icons.
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HYP-ALM-RF 57425 rouhing

R . Typel
LR el 2
\ e - - - - g
\- &‘l o
LF
Type2 =
- — - (]
a
m AW  SPEED
CARBIDE AT 45° ;5152
LF
BT :mm  Unit:mm
¥—JUNo. =R AR DA A4 AR £E HRAEE
EDP No. LF APMX DCON Type Stock (Yen)
7722000 4 55 10 6 1 o 4,840
7722001 55 15 6 1 o 4,840
7722002 6 60 15 6 5 o 4,840
7722003 80 25 o 5,610
7722004 5 65 20 5 5 o 5,990
7722005 90 30 o 7,170
7722006 70 25 o 8,240
10 10 2
7722007 100 40 c o 10,500
7722008 80 30 o 11,200
12 12 2
7722009 110 50 o 14,700
7722010 14 90 35 16 1 o 25,600
7722011 100 42 () 27,200
16 16 2
7722012 150 52 o 34,300
7722013 18 100 45 20 1 o 39,300
7722014 100 48 ([ ] 41,800
20 20 2
7722015 160 55 o 56,100

* PAOVDFHBIFpAETE TS,
- See p.4 for explanation of icons.

@ =iZ#EEmR @=Standard stock item




HYP-ALD-3D/HYP-ALDO-5D HIHIFRMAFEER cnscomsion

it 7IVZZU AEEHY 7 V=0 LR b= NIRVDLEE
Work Material Aluminum Alloy Casting Aluminum Copper Alloy Magnesium Alloy
oriMateria ~13wt%Si-AC1 ~8-ADC A7075 - A2024 - A5052 C1020-C6140 AZ91D-AZ80A
CIHIERE
Cutting Speed 80 ~ 200 80 ~ 150 40 ~ 100 60 ~ 100
(m/min)
B2 ElEmERE EDE EEmEE EDE EEREE EDE [ElEm®RE EDE
Drill Dia. Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev)
1 25,000 0.02 ~ 0.08 25,000 0.02 ~ 0.05 22,300 0.008 ~ 0.02 25,000 0.02 ~ 0.05
2 22,300 0.04 ~ 0.16 18,300 0.04 ~ 0.1 11,100 0.016 ~ 0.04 12,700 0.04 ~ 0.1
3 14,900 0.06 ~ 0.24 12,200 0.06 ~ 0.15 7,400 0.024 ~ 0.06 8,500 0.06 ~ 0.15
4 11,100 0.08 ~ 0.32 9,200 0.08 ~ 0.2 5,600 0.032 ~0.08 6,400 0.08 ~ 0.2
6 7,400 0.12 ~ 0.48 6,100 0.12~0.3 3,700 0.048 ~0.12 4,200 0.12~ 0.3
8 5,600 0.16 ~ 0.64 4,600 0.16 ~ 0.4 2,800 0.064 ~0.16 3,200 0.16 ~ 0.4
10 4,500 02 ~038 3,700 02 ~0.5 2,200 0.08 ~0.2 2,500 02 ~ 05
12 3,700 0.24 ~ 0.96 3,100 0.24 ~ 0.6 1,900 0.096 ~ 0.24 2,100 0.24 ~ 0.6
¥ COYIHISRAEERSKBETHIHF ZERT 2BE50EHD T, *The indicated speeds and feeds are for drilling with water- soluble coolant.
% COYJHIRERERIE, TURE 3D UTOBEIGERATEL, *These conditions are for drilling depth under 3 times the drill diameter.
% MEIA DTN D < FHRIED BIFCHVMESICIE . BEZT v IIMTET>TFE L, * Operate the drill in steps as necessary when working on a material that disintegrates
chips poorly.
o ZIVEZOLESHY 7= LB b= RIRVDLEER
X Aluminum Alloy Casting Aluminum Copper Alloy Magnesium Allo
Work Material 9 Y
~ 13wt%Si-AC1 ~8-ADC A7075 - A2024 - A5052 C1020-C6140 AZ91D-AZ80A
SIHLERE
Cutting Sp;d 120 ~ 250 80 ~ 200 40~ 120 60 ~ 130
(m/min)
B2 [CIFmERE EDE CIFmERE EDE [EIETpE S EDE [ElEm®RE EDE
Drill Dia. Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev) (min™) (mm/rev)
1 25,000 0.02 ~ 0.08 25,000 0.02 ~ 0.05 25,000 0.008 ~ 0.02 25,000 0.02 ~ 0.05
2 29,500 0.04 ~ 0.16 22,300 0.04 ~ 0.1 12,700 0.016 ~ 0.04 15,100 0.04 ~ 0.1
3 19,600 0.06 ~ 0.24 14,900 0.06 ~ 0.15 8,500 0.024 ~ 0.06 10,100 0.06 ~ 0.15
4 14,700 0.08 ~ 0.32 11,100 0.08 ~ 0.2 6,400 0.032 ~ 0.08 7,600 0.08 ~ 0.2
6 9,800 0.12 ~ 0.48 7,400 0.12~0.3 4,200 0.048 ~0.12 5,000 0.12~ 0.3
8 7,400 0.16 ~ 0.64 5,600 0.16 ~ 0.4 3,200 0.064 ~0.16 3,800 0.16 ~ 0.4
10 5,900 02 ~08 4,500 02 ~05 2,500 0.08 ~0.2 3,000 02 ~ 05
12 4,900 0.24 ~ 0.96 3,700 0.24 ~ 0.6 2,100 0.096 ~ 0.24 2,500 0.24~ 0.6
¥ COYJHIREEERS. BMEYHRRIROASBEHZERT 25580HDTY, *This cutting condition chart is for when water-soluble coolant and internal coolant are
¥ COYJHIRAGEERE. TURS 5D TOBECER TS, used. . . . .
SORTIDEE D FIHE RS TILOBERICED T . SEEEBDT ¢ LY [T *These conditions are for drilling depth under 5 times the drill diameter.
LTTFE0L, * Clogged oil holes may cause breakage. Be sure to attach a filter to the oil supply system.
1. KB ETIHIHA S FIREZE20 ~30BFEEOREADBDZSEATEL, 1. Use a high-quality water-soluble coolant with a dilution ratio of 20 to 30 times.
2. RUJLERICEELTIE. EvENOELNIL Y =RV, RUJLOIENZ0.02mm AT 2.When installing a drill, use a collet that is free of scratches and dirt, and keep the drill
ICHIZ T T, runout to 0.02 mm or less.
3. BEEORYUS LAAOMTICIEELEE A, 3. Not recommended for machining high-hardness beryllium copper.

4.The range of cutting conditions is set very broadly, because the machining conditions
change depending on various surrounding environments such as the equipment,
cutting oil, and workpiece holding condition.

5. Please always use the appropriate cutting fluid recommended by the cutting fluid
manufacturer in the machining of magnesium alloys. Be cautious with the cutting
chips as they are highly flammable and may pose a serious fire risk if not properly
handled.

IS

IHISRHEOEDIERICL<EREL TH D X IH. NI, UIH
A T— O RIS SRS EIIRIRIC K D« I T AT RESSRM
WEDDIHTT,

NIV LAGRYHICBNT. UIHIHEIZERA Y 255 EIHbH
BIX—H ORI 2EDZUFTEATELV. Fic. )b <FDIL
B - EECTEETEV. BXDENDHDET,
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HYP'A LM'Z F tﬂﬁu %1¢E$§ Cutting Condition

TBYDEN siot milling

Work Material Aluminum Alloy Expanding Material Copper Alloy
A7075 C1100
frm
Cutting]JS?)Je]er(%’\/min) 150 70

AR [El#REE XD EE EEmEE XD FE
DC Speed (min™) Feed (mm/min) Speed (min™) Feed (mm/min)
1 32,000 220 23,500 220
1.2 32,000 220 21,000 220
1.5 27,750 270 15,500 215
2 23,500 310 11,500 215
2.5 21,000 490 9,500 230
3 15,500 515 7,950 250
4 11,500 540 5,950 280
5 9,500 575 4,750 295
6 7,950 630 3,950 310
7 6,350 640 3,450 330
8 5,950 665 2,950 350

10 4,750 745 2,350 365

12 3,950 790 1,950 390

14 3,400 795 1,700 395

16 2,950 795 1,450 390

18 2,650 795 1,300 390

20 2,350 785 1,150 385

APMX=3XDC 3XDC<APMX<6XDC
AR 7 v
i 7 2 ap_

# LRI KAMIEIERZERT 2BEDHDTY .

{BIELIEN sice mitling

*The table above is for when using water-soluble coolant.

Work Material Aluminum Alloy Expanding Material Copper Alloy
A7075 C1100
o
Cutting]JS?)JejeTJ%/min) 200 70
HE [EEE S XD EE EEmEE XD FE
DC Speed (min”) Feed (mm/min) Speed (min™) Feed (mm/min)
1 32,000 220 23,500 220
1.2 32,000 220 21,000 220
1.5 32,000 320 15,500 215
2 32,000 420 11,500 215
2.5 23,500 550 9,500 230
3 21,000 700 7,950 250
4 15,500 725 5,950 280
5 12,500 760 4,750 295
6 10,500 830 3,950 310
7 9,500 850 3,450 330
8 7,950 890 2,950 350
10 6,350 995 2,350 365
12 5,300 1,050 1,950 390
14 4,500 1,050 1,700 395
16 3,950 1,050 1,450 390
18 3,500 1,050 1,300 390
20 3,150 1,050 1,150 385
7 APMX=3XDC 3XDC<APMX<5XDC 5XDC=APMX
AR aiL%a ap ae ap ae ap ae
Depth of Cut
7R 1.5D 0.1D 2.5D 0.1D 5D 001D

# LRI KAIEIERZERT 2BEDHDTT .

1. 8t RILY ERIEDH DIBEDEVEDZESHERATEL,

2 IARE . RN EERRRICKD . DEHRE. XD REZFFE T,

JNITHEEZEREINDIEEEF. EEHRE. XD RE, NAHEZINZ TERAT L.

4. COYIHIRERIIHIRNIZD (SHE X 3MB) UTZEECLIEBDTT ., IRHEL
BAk. CERERE. XD REZ [IRICKDVHIRHARODER| #8E(CHETS
L (p.14888)

5. FROMERH FTHERTYT . EEONTICHIT DYILIRMHE ERESZ(TIK
BRICIHUTERETEL,

*The table above is for when using water-soluble coolant.

1. Use a rigid and precise machine and holder.

2. Please adjust the speed and feed when the cutting depth is large or when machines
with low rigidity are used.

3. Reduce speed and feed as well as depth of cut when high precision is required.

4.The table above is based on a flute length of up to 3D (three times the tool diameter).
For tools with longer flute lengths, please refer to the “Guidelines for Adjusting Cutting
Conditions Based on Flute Length” (see p.14) to appropriately adjust spindle speed and
feed rate.

5.The values listed above are for reference. Please set the cutting condition in accordance

with the actual machining environment.




HYP-ALM-3F TIHIRHEFEER consconion

BEIEN siotmiling

RIS TJLE:'jL\ﬁﬁEﬁaH . T)IJE:'jjAeﬁﬁ% HEE
Work Material Aluminum Alloy Expanding Material Alumlnum.AIon Casting Copper Alloy
A7075 <Si 13% C1100
SIHLERE
Cutting Speed (m/min) 50~200 20~60
51z ESmEE %0 BN R DR Feed ESEEE %0
DC Speed (min™) Feed (mm/min) Speed (min™) (mm/min) Speed (min™) Feed (mm/min)
18,700 18,700 567 7,000 280
1.2 19,200 623 19,200 623 7,200 310
1.5 18,200 650 18,200 650 6,800 320
2 16,000 580 16,000 580 5,900 290
2.5 15,300 455 15,300 455 5,700 230
3 12,600 532 12,600 532 4,700 260
3.5 10,500 532 10,500 532 3,900 260
4 9,300 616 9,300 616 3,400 300
4.5 8,400 616 8,400 616 3,100 300
5 7,500 616 7,500 616 2,800 300
5.5 6,900 644 6,900 644 2,500 320
6 6,300 672 6,300 672 2,300 330
7 5,700 700 5,700 700 2,050 340
8 4,770 728 4,770 728 1,700 360
9 4,230 784 4,230 784 1,500 380
10 4,445 840 4,445 840 1,550 410
12 3,710 868 3,710 868 1,300 425
14 3,600 868 3,600 868 1,260 425
16 3,555 868 3,555 868 1,250 425
18 2,800 868 2,800 868 960 425
20 2,835 868 2,835 868 970 425
APMX=3XDC 3XDC=APMX<6XDC
AR D ap ap
Depth of Cut A 05D 02D

BRI KBEIHIHEZ AT 255D HDTT .

{BIETEDE! side milling

ZIVEZD LEEREM

*The table above is for when using water-soluble coolant.

7IVEZOU LEEHY

m a5
Wot%l\ﬁ/:{iirial Aluminum Alloy Expanding Material Aluminum.AIon Casting Copper Alloy
A7075 <Si 13% C1100
YHERE
Cutting Speed (m/min) 50~200 50~200 20~60
SR Ol EDEE [ClERERE EDEE [Cl#RERE XD EE
DC Speed (min™) Feed (mm/min) Speed (min™) Feed (mm/min) Speed (min™) Feed (mm/min)
18,700 18,700 810 7,100 270
1.2 19,200 890 19,200 890 7,300 300
1.5 18,200 935 18,200 935 6,900 310
2 16,000 832 16,000 832 6,000 280
2.5 15,300 650 15,300 650 5,800 220
3 12,600 760 12,600 760 4,800 250
3.5 10,500 760 10,500 760 4,000 250
4 9,300 880 9,300 880 3,500 290
4.5 8,400 880 8,400 880 3,200 290
5 7,500 880 7,500 880 2,850 290
5.5 6,900 920 6,900 920 2,600 310
6 6,300 960 6,300 960 2,380 320
7 5,700 1,000 5,700 1,000 2,150 330
8 4,770 1,040 4,770 1,040 1,800 350
9 4,230 1,120 4,230 1,120 1,600 370
10 4,445 1,200 4,445 1,200 1,650 400
12 3,710 1,240 3,710 1,240 1,400 415
14 3,600 1,240 3,600 1,240 1,360 415
16 3,555 1,240 3,555 1,240 1,350 415
18 2,800 1,240 2,800 1,240 1,060 415
20 2,835 1,240 2,835 1,240 1,070 415
T APMX=3XDC 3XDC<APMX<5XDC 5XDC=APMX
YhARS ap] dp de dp de dp de
pepthorcut 79 , 15D | 04D 25D | 0D 5D | 001D

BRI KBETIEIHEZ AT 255D HDTT .

1. #t. IV [EENEDS DBEEDBENEDZ SEATEL.
2 BARE  EBIMEERRRCKD . IEEE. XD REZRFE TSV,

3.NTHREZEREINDIBEE. BERE. XD RE, YHIAHEZIZ TREATEL.
4. COYIHISHRIFIRD 3D (FHEX3ME) UTZRECUIZHDTT . IRMNRV
Sald. EERE. XD REZ [FRICKDUHRGRAZOBER] ZSE(CRETS

W (p.14288),

5. LROERSHKEFTHERZTY . REDIMTICHIF DIIHIEMSFIE LRZSE(CIK

MICIHUTERETEL,

*The table above is for when using water-soluble coolant.

1. Use arigid and precise machine and holder.

2. Please adjust the speed and feed when the cutting depth is large or when machines with low
rigidity are used.
3. Reduce speed and feed as well as depth of cut when high precision is required.

4.The table above is based on a flute length of up to 3D (three times the tool diameter).
For tools with longer flute lengths, please refer to the “Guidelines for Adjusting Cutting Conditions

Based on Flute Length” (see p.14) to appropriately adjust spindle speed and feed rate.
5.The values listed above are for reference. Please set the cutting condition in accordance with the
actual machining environment.

8




HYP-ALM-RF WIHISRHEER consconsion

BYIE siotmiling

7IV= U AEERET

{AIETEIEN side miling
7 V== LEEREM

Wjﬁ%lluaz{ial Aluminum Alloy Expanding Material ngﬁf\;\uatgrial Aluminum Alloy Expanding Material
A7075 A7075
SIHEE SIHERE
Cutting Speed 150~200 Cutting Speed 200~300
(m/min) (m/min)
2 EDRE = EDRE
yyczt Feed = 5%{6’: Feed =
(mm/min) (mm/min)
6 8,000 600 6 14,800 1,100
8 7,700 650 8 10,700 830
10 6,600 700 10 8,900 930
12 5,000 750 12 6,800 1,020
14 4,550 750 14 6,100 1,060
16 4,100 750 16 5,300 1,040
18 3,700 750 18 4,400 1,010
20 3,300 750 20 4,100 1,000
YR % Wﬁtap ap YHARE T _ 9 | Qe
Depth of Cut M <1.5D Depth of Cut Z =<1.5D <0.5D
A a = OF | =YI0Y

# LRI KBAMIEIERZERT 2BEDBHDTY .

1. ¥4, NIV FRIEDH DIEBEDOBVDDZESERATEL,

2. PBARSE B EERRRIC KD | BERE. XD REZRE T,

3. COYIBIRHMRIFIRN 3D GHEX ) UTZREICLIEBDTY, IRMER
WEEF. EmRE. EDEEE [IRICLDTEFHARDER| #SEICHE
TEL,

4. LROEFHLLETHERTYT . REOMIICHIIDUHIELF EXRESETR
RISIHUTHRETFE W,

HYP-ALM-2F/3F/RF X558 Aopiies to Hyp-ALM-27/38/RF

*The table above is for when using water-soluble coolant.

1. Use a rigid and precise machine and holder.

2. Please adjust the speed and feed when the cutting depth is large or when machines
with low rigidity are used.

3.The table above is based on a flute length of up to 3D (three times the tool diameter).
For tools with longer flute lengths, please refer to the “Guidelines for Adjusting Cutting
Conditions Based on Flute Length” to appropriately adjust spindle speed and feed rate.

4.The values listed above are for reference. Please set the cutting condition in accordance
with the actual machining environment.

3‘]5(: Ck%tﬂﬁu%1¢§,§]§:é® E E Guidelines for Adjusting Cutting Conditions Based on Flute Length

A TJIDEZ'jL\ﬁﬁE@M" TJDE_:'jL\ﬁﬁ-ﬁ% HEE
Work Material Aluminum Alloy Expanding Material Aluminum Alloy Casting Copper Alloy
A7075 <Si 13% C1100
IE ElEmEE EDRE [ElERERE XD ERE EEREE EDRE
APMX Speed Feed Speed Feed Speed Feed
(min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
4D 50% 50% 50%
5D 20% 20% 20%
6D 10% 10% 10%
BYIHE _ _ _
Sllot Milling D
8D - = -
9D = = =
10D — — —
4D 60% 60% 60%
5D 40% 40% 40%
6D 30% 30% 30%
fgﬁ“ﬂﬁg 7D 20% 20% 20%
8D 20% 20% 20%
9D 10% 10% 10%
10D 5% 5% 5%
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/N BECBENWNERE L DIC

« TEZSEAT 263, BT 2RRNDIDT, HIFN/\— - (REIRS - REWNSEHEALTTEL,
NI BRFTRSIENT FEL.

+ F1D K FIFRFTHMSIENTTEL,

* TEOYINHEDEL S o e SERZEFIELTREL,

« BEE - RERBHIRELLS. BSICERAZHRELTREL.

* TEICEFZMRIFVNTFEL.

« MIFIICTEDTERRET> TR,

& Safe use of cutting tools

+ Use safety cover, safety glasses and safety shoes during operation.

+ Do not touch cutting edges with bare hands.

+ Do not touch cutting chips with bare hands. Chips will be hot after cutting.

« Stop cutting when the tool becomes dull.

« Stop cutting operation immediately if you hear any abnormal cutting sounds.

+ Do not modify tools.

« Please use appropriate tools for the operation. Check dimensions to ensure proper selection.

OSG {RIZfE

Copyright ©2025 OSG Corporation. All rights reserved.

« "EICOVNTR. BICHR - MRZT>CTHBDEIDT. FEFL ALY OTEBHILRZ

BEIIHEHHDET,

Tool specifications are subject to change without notice.

« AEBBABORETER - BRZRUIT T,

H-34.510.CA.CA(DN)
25.10

A=-LAS—-H%n=4t
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