2 Flutes Micro Rib Ball End Mills

- Endmills for Acryl, A.B.S, Aluminum, non-ferrous

) - and non-metallic materials.

@ o ‘ : BI « Minimize chattering by short flute design.

« Excellent tool rigidity by short flute design at high speed,
= L feed machining.

- « Reinforced edge design for preventing edge chipping.
% I ho ] « Excellent wear resistance by applying fine WC grade.

-
D Size D Tolerance
wcC \B/ \B/ 0.2 ~5 +0~ -0.01mm
Y +0.005 +0.01 @6 ~ 12 -0.005 ~ -0.015mm
R 16P

0.1 ~2.5R 3l mm
Order Number Diameter Loe}"gl}th Eéer%it‘{]e Egﬁ;ﬂ SB?Qk Order Number Diameter I‘&”&}P ?E,%i%e 8;’%%'1 SB?QK
R xD L1 L2 L d RxD L1 L2 L d
2MRB 002 005 S04 0.1R X 0.2 03 |05 40 | 4 2MRB 015 060 S04 0.75R X 1.5 3 6 50 | 4
2MRB 002 010 S04 0.1R X 0.2 0.3 1 40 | 4 2MRB 015 100 S04 0.75R X 1.5 8 10 50 4
2MRB 002 015 S04 0.1RX 0.2 03 (15 40 | 4 2MRB 015 140 S04 0.756R X 1.5 3 14 1 50 4
2MRB 002 020 S04 0.1RX 0.2 0.3 2 40 4 2MRB 015 160 S04 0.75R X 1.5 3 16 50 4
2MRB 003 010 S04 0.15RX0.3 | 045 | 1 40 | 4 2MRB 015 200 S04 0.75R X 1.5 3 20 60 | 4
2MRB 003 020 S04 0.15RX03 | 045 2 40 4 2MRB 015 250 S04 0.756R X 1.5 3 25 60 4
2MRB 003 030 S04 0.15RX03 | 045 3 140 4 2MRB 015 300 S04 0.75R X 1.5 3 30 70 | 4
2MRB 003 050 S04 0.15RX03 | 045 5 40 4 2MRB 016 060 S04 0.8RX 1.6 3.2 6 50 4
2MRB 004 020 S04 0.2RX 0.4 0.6 2 40 | 4 2MRB 020 080 S04 1R X2 4 8 50 | 4
2MRB 004 030 S04 0.2RX 0.4 0.6 3 40 4 2MRB 020 100 S04 1R X2 4 10 50 4
2MRB 004 040 S04 0.2RX 0.4 0.6 4 40 | 4 2MRB 020 120 S04 1RX2 4 12 1 50 4
2MRB 004 050 S04 0.2R X 0.4 0.6 5 40 4 2MRB 020 140 S04 1R X2 4 14 50 4
2MRB 004 060 S04 0.2RX 0.4 0.6 6 40 | 4 2MRB 020 160 S04 1RX2 4 16 50 4
2MRB 005 020 S04 0.25R X 0.5 1 2 45 | 4 2MRB 020 180 S04 1R X2 4 18 50 4
2MRB 005 040 S04 0.25R X 0.5 1 4 45 | 4 2MRB 020 200 S04 1R X2 4 20 60 | 4
2MRB 005 060 S04 0.25R X 0.5 1 6 45 4 2MRB 020 250 S04 1R X2 4 25 60 4
2MRB 005 080 S04 0.25R X 0.5 1 8 45 4 2MRB 020 300 S04 1R X2 4 30 70 4
2MRB 005 100 S04 0.25R X 0.5 1 10 45 4 2MRB 020 350 S04 1R X2 4 35 80 4
2MRB 006 020 S04 0.3RX 0.6 1.2 2 45 | 4 2MRB 020 400 S04 1RX2 4 40 180 4
2MRB 006 040 S04 0.3R X 0.6 1.2 4 45 | 4 2MRB 025 120 S04 1.25RX25 5 12 60 4
2MRB 006 060 S04 0.3RX 0.6 1.2 6 45 | 4 2MRB 025 200 S04 1.26R X 25 5 20 60 | 4
2MRB 006 080 S04 0.3R X 0.6 1.2 8 45 4 2MRB 030 080 S06 1.5R X3 6 8 70 6
2MRB 006 100 S04 0.3R X 0.6 12 10 45 4 2MRB 030 120 S06 1.56RX3 6 12 70 6
2MRB 007 040 S04 0.35R X 0.7 1.4 4 45 | 4 2MRB 030 160 S06 1.5R X3 6 16 70 6
2MRB 007 060 S04 0.35R X 0.7 1.4 6 45 | 4 2MRB 030 200 S06 1.6R X3 6 20 70 | 6
2MRB 007 080 S04 0.35R X 0.7 1.4 8 45 4 2MRB 030 250 S06 1.6RX3 6 25 70 6
2MRB 007 100 S04 0.35R X 0.7 14 | 10 | 45 4 2MRB 030 300 S06 1.5R X3 6 30 80 | 6
2MRB 008 040 S04 0.4R X 0.8 1.6 4 45 | 4 2MRB 030 400 S06 1.5R X3 6 40 90 6
a 2MRB 008 060 S04 0.4RX0.8 1.6 6 45 | 4 2MRB 030 450 S06 1.5RX3 6 45 90 6
hi| 2MRB 008 080 S04 0.4R X 0.8 1.6 8 45 4 2MRB 040 120 S06 2R X 4 8 12 70 6
» 2MRB 008 100 S04 0.4RX0.8 16 | 10 45 4 2MRB 040 160 S06 2R X4 8 16 70 6
'm 2MRB 008 120 S04 0.4R X 0.8 16 12 45 4 2MRB 040 200 S06 2R X4 8 20 70 6
. 2MRB 009 060 S04 0.45R X 0.9 1.8 6 45 4 2MRB 040 250 S06 2R X4 8 25 |70 6
L 2MRB 009 100 S04 0.45R X 0.9 1.8 10 45 4 2MRB 040 300 S06 2R X 4 8 30 70 | 6
2MRB 009 120 S04 0.45R X 0.9 18 | 12 45 4 2MRB 040 350 S06 2R X4 8 35 80 | 6
2MRB 010 060 S04 0.5R X 1 2 6 50 4 2MRB 040 400 S06 2R X4 8 40 80 6
2MRB 010 080 S04 0.5R X 1 2 8 50 | 4 2MRB 040 500 S06 2R X4 8 50 100 | 6
2MRB 010 100 S04 0.5R X 1 2 10 50 | 4 2MRB 050 160 S06 25R X5 10 16 80 6
2MRB 010 120 S04 0.5R X1 2 12 1 50 | 4 2MRB 050 250 S06 2.5R X5 10 25 180 | 6
2MRB 010 160 S04 0.5R X 1 2 16 50 4 2MRB 050 350 S06 2.5R X5 10 3 80 | 6
2MRB 010 200 S04 0.5R X 1 2 20 60 | 4 2MRB 060 250 S06 3R X6 12 25 80 | 6
2MRB 010 250 S04 0.5R X 1 2 25 60 4 2MRB 060 350 S06 3R X6 12 35 80 6
2MRB 012 060 S04 0.6RX1.2 2.4 6 50 | 4 2MRB 060 500 S06 3R X6 12 50 120| 6
2MRB 012 080 S04 0.6R X 1.2 2.4 8 50 4 2MRB 060 600 S06 3R X6 12 60 120 6
2MRB 012 100 S04 0.6RX1.2 24 | 10 50 | 4
2MRB 012 120 S04 0.6RX 1.2 24 | 12 50 | 4
2MRB 012 160 S04 06RX 1.2 24 | 16 50 | 4
2MRB 014 060 S04 0.7RX 1.4 2.8 6 50 4
2MRB 014 100 S04 0.7RX1.4 28 | 10 50 | 4
2MRB 014 160 S04 0.7RX1.4 28 | 16 50 | 4
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« Endmills for Acryl, A.B.S, Aluminum, non-ferrous
15 hs and non-metallic materials.

¥

L

Minimize chattering by short flute design.

Excellent tool rigidity by short flute design at high speed,
feed machining.

Reinforced edge design for preventing edge chipping.
g[ « Excellent wear resistance by applying fine WC grade.

od
.

h5

D Size D Tolerance

AR o1 -4 70~ ~0.0Tmm
30 S’R-'FR 26~12  —0005 - 0016mm
Y 40 0015 )L 216 ~0.01~ -0.02mm
05-2R  3-6R 8R 16P mm

3MRB 010 050 S04 0.5R X1

3 4
3MRB 010 100 S04 0.5R X1 3 4
3MRB 010 150 S04 0.5R X1 3 156 70 | 4
3MRB 010 200 S04 0.5R X1 3 4
3MRB 010 250 S04 0.5R X1 3 4
3MRB 015 100 S04 0.75RX15 45 10 70 4
3MRB 015 150 S04 076RX15 45| 15 70 4
3MRB 015 200 S04 0.76RX15 45 20 70 4
3MRB 015 250 S04 0.75RX15 45| 25 70 4
3MRB 015 300 S04 0.75RX15 45 30 70 4
3MRB 020 100 S04 1RX2 6 4
3MRB 020 150 S04 1RX2 6 4
3MRB 020 200 S04 1RX2 6 | 20 70 4
3MRB 020 250 S04 1RX2 6 4
3MRB 020 300 S04 1RX2 6 4
3MRB 030 200 080 1.6R X3 15 20 80 3
3MRB 030 200 S04 1.6RX3 9 4
3MRB 030 300 100 1.6RX3 15 30 100 3
3MRB 030 300 S04 1.6R X3 9 30 80| 4
3MRB 040 200 080 2RX4 12 1 20 80 4
3MRB 040 300 100 2RX 4 12 1 30 100 4
3MRB 060 300 100 3R X6 18 30 100 6
3MRB 060 400 150 3R X6 18 | 40 150 6
3MRB 080 400 120 4R X8 24 40 120 8
3MRB 080 500 150 4R X8 24 | 50 150 8
3MRB 100 500 120 5RX 10 30 50 120 10
3MRB 100 600 150 5RX10 30 60 150 10
3MRB 120 600 150 6RX12 36 60 150 12
3MRB 160 700 160 8RX16 54 | 70 160 16

sS'g'v dO4d
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2 Flutes Micro Long Ball End Mills

U
| == - ;
. Endmills for Acryl, A.B.S, Aluminum, non-ferrous and non-
R 15 ns metallic materials.
% g ‘ f gl « Minimize chattering by even run-out and tolerance control.
L L « Long flute helps chip control in deep groove machining.
L « Excellent wear resistance by applying fine WC grade.

R hs

P IEsSI==—"x g

D Size D Tolerance

20.2 ~ 5 +0~ -0.01mm
wc \B/ \B/ \B/ 26~12  -0.005~-0.015mm
! +0.005 J | +0.01 J | +0.015 216 ~0.01~ -0.02mm

8R 17P

01~25R 3~6R mm

Order Number Diameter Ibefnﬂ Eéer%it‘{]e Egﬁ;ﬂ SB?Qk Order Number Diameter lg’}”gl}th ?E,%i%e 8;’%%'1 SB?QK

R xD L1 L2 L d R xD L1 L2 L d

2MLB 002 010 S03 0.1RX0.2 0.4 1 40 | 3 2MLB 010 300 S04 0.5R X1 5 30 80 4

2MLB 002 015 S03 0.1RX 0.2 04 15 40 3 2MLB 010 350 S04 0.5R X1 5 35 100 4

2MLB 002 020 S03 0.1RX0.2 04| 2 40 3 2MLB 010 400 S04 0.5R X1 5 40 100 4

2MLB 003 010 S03 0.158RX0.3 @ 1 = 45 | 3 2MLB 015 100 S03 0.75RX1.5 10 = 80 | 3

2MLB 003 015 S03 0.15RX0.3 | 1 15 |45 | 3 2MLB 015 100 S04 0.75RX1.5 10 - 80 4

2MLB 003 018 S03 0.15RX0.3 1.8 - 45 3 2MLB 015 150 S03 0.75RX15 10 15 80 3

2MLB 003 020 S03 0.15RX0.3 | 1 2 45 | 3 2MLB 015 150 S04 0.75RX15 10 15 80 4

2MLB 003 025 S03 0.158RX0.3 1 25 |45 | 3 2MLB 015 200 S03 0.75RX15 10 20 80 3

2MLB 003 030 S03 0.15RX0.3 | 1 3 45 3 2MLB 015 200 S04 0.75RX15 10 20 80 4

2MLB 003 040 S03 0.15RX0.3 @ 1 45 | 3 2MLB 015 250 S03 0.75RX15 10 25 80 3

2MLB 004 012 S03 0.2RX0.4 1.2 - 45 3 2MLB 015 250 S04 0.75RX15 10 25 80 4

2MLB 004 020 S03 0.2RX 0.4 2 - 45 3 2MLB 015 300 S03 0.75RX15 10 30 80 3

2MLB 004 030 S03 0.2RX04 1.2 3 45 3 2MLB 015 300 S04 0.75RX15 10 30 80 4

2MLB 004 040 S03 0.2RX0.4 1.2 4 45 | 3 2MLB 015 350 S04 0.756RX1.5 10 35 100 4

2MLB 004 050 S03 0.2RX0.4 1.2 5 45 3 2MLB 015 400 S04 0.75RX15 10 40 100 4

2MLB 005 015 S03 0.25RX0.5 1.5 - 50 3 2MLB 020 100 S03 1R X2 10 - 80 3

2MLB 005 020 S03 0.25RX05 | 2 - 50 3 2MLB 020 100 S04 1RX2 10 - 80 4

2MLB 005 030 S03 025RX05 15 3 50 3 2MLB 020 150 S03 1R X2 10 15 80 3

2MLB 005 040 S03 0.25RX0.5 1.5 4 50 3 2MLB 020 150 S04 1R X2 10 | 15 | 80 4

2MLB 005 050 S03 025RX05 15 & 50 | 3 2MLB 020 200 S03 1R X2 10 20 80 @3

2MLB 005 060 S03 0.25RX0.5 | 1.5 6 50 3 2MLB 020 200 S04 1RX2 10 | 20 | 80 4

2MLB 005 080 S03 025RX05 15 8 50 3 2MLB 020 250 S03 1R X2 10 25 80 3

2MLB 005 100 S03 025RX05 |15 10 50 3 2MLB 020 250 S04 1R X2 10 | 256 | 80 4

2MLB 006 030 S03 0.3RX 0.6 3 = 50 | 3 2MLB 020 300 S03 1R X2 10 30 80 3

2MLB 006 060 S03 0.3RX0.6 3 6 50 3 2MLB 020 300 S04 1R X2 10 | 30 | 80 4

2MLB 006 080 S03 0.3RX 0.6 3 8 50 | 3 2MLB 020 350 S03 1R X2 10 35 80 @3

2MLB 006 100 S03 0.3RX 0.6 3 10 |60 3 2MLB 020 350 S04 1RX2 10 | 35 100 4

2MLB 007 030 S03 0.35RX0.7 | 3 - 50 3 2MLB 020 400 S03 1R X2 10 40 80 3

a 2MLB 007 070 S03 0.35RX0.7 | 3 7 50 | 3 2MLB 020 400 S04 1R X2 10 | 40 100 4
] 2MLB 007 100 S03 0.35RX0.7 | 3 10 | 50 3 2MLB 025 100 S03 1.26RX25 10 - 80 3
» 2MLB 007 120 S03 0.35RX0.7 | 3 12 160 3 2MLB 025 150 S03 1.25RX25 | 15 - 80 3
'm 2MLB 008 040 S03 0.4R X 0.8 4 - 50 3 2MLB 025 200 S03 1.26RX25 15 20 | 80 3
. 2MLB 008 080 S03 0.4RX0.8 4 8 50 | 3 2MLB 030 100 060 1.5RX3 10 - 60 | 3
L 2MLB 008 100 S03 0.4R X 0.8 4 10 650 3 2MLB 030 200 080 1.5RX3 20 - 80 3
2MLB 008 120 S03 0.4RX0.8 4 12 160 3 2MLB 030 200 100 1.5RX3 20 - 100 3

2MLB 009 040 S03 045RX09 4 = 50 | 3 2MLB 030 200 120 1.5RX3 20 = 120 3

2MLB 009 060 S03 0.45RX09 | 4 6 50 3 2MLB 030 150 S06 1.5RX3 15 - 100 6

2MLB 009 080 S03 045RX09 4 8 50 3 2MLB 030 200 S06 1.5RX 3 15 | 20 100 6

2MLB 009 100 S03 045RX09 | 4 10 | 50 3 2MLB 030 250 S06 1.5RX3 15 1 25 100 | 6

2MLB 010 050 S03 0.5R X 1 5 = 80 3 2MLB 030 300 S06 1.5R X3 15 | 30 100 6

2MLB 010 050 S04 0.5R X1 5 - 80 4 2MLB 030 400 S06 1.5RX3 15 | 40 100 6

2MLB 010 100 S03 0.5R X1 5 10 | 80 3 2MLB 040 200 080 2R X 4 20 = 80 4

2MLB 010 100 S04 0.5R X1 5 10 1 80 4 2MLB 040 200 100 2R X 4 20 - 100 4

2MLB 010 150 S03 0.5R X1 5 15 80 3 2MLB 040 200 130 2R X 4 20 - 130 4

2MLB 010 150 S04 0.5R X1 5 15 180 4 2MLB 040 200 S06 2R X4 20 - 100 6

2MLB 010 200 S03 0.5R X1 5 20 80 3 2MLB 040 250 S06 2R X 4 20 25 100 6

2MLB 010 200 S04 0.5R X1 5 20 1 80 4 2MLB 040 300 S06 2R X 4 20 30 100 ©6

2MLB 010 250 S03 0.5R X1 5 25 80 | 3 2MLB 040 400 S06 2R X4 20 | 40 120 6

2MLB 010 250 S04 0.5R X1 5 25 180 4 2MLB 040 500 S06 2R X 4 20 50 120 6

2MLB 010 300 S03 0.5R X 1 5 30 80 3 2MLB 050 300 100 25R X5 30 - 100 5
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2 Flutes Micro Long Ball End Mills

2MLB 050 300 120 25RX5 30 - 120| 5
2MLB 060 300 080 3RX6 30 - 80 6
2MLB 060 400 100 3R X6 40 - 100| 6
2MLB 060 400 120 3RX6 40 - 120 6
2MLB 060 400 150 3RX6 40 - 150 6
2MLB 080 450 120 4R X8 45 - 120 8
2MLB 080 450 150 4R X8 45 - 150| 8
2MLB 100 500 120 5RX10 50 - 120 10
2MLB 100 500 150 5RX10 5 - 150 10
2MLB 120 550 130 6RX12 55 | - 18012
2MLB 120 550 150 BRX12 56 - 160 12
2MLB 160 700 160 8RX 16 70 | - 160 16

.
:
>
o
()
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2 Flutes Ball End Mills

&\_\E — ’ - Endmills for Mild steel, Acryl, A.B.S, Aluminum, non-ferrous

15} and non-metallic materials.
R i W « Minimize chattering by even run-out and tolerance control.
@ 8l | SI « Very nice work surface finish.
L L « Excellent wear resistance by applying fine WC grade.
R h5

D Size D Tolerance

30° BJR_IFR .
12 = ~ =0.01mm
0 005 Helix Angle 26 ~12 -0.005 ~ -0.015mm

0.05 ~ 2.5R ~

2MBE 001 002 S03 0.05R X 0.1 3
2MBE 0015 003 S03 0.075R X 0.15 3
2MBE 002 004 S03 0.1RX0.2 O.4 40 3
2MBE 003 006 S03 0.15R X 0.3 0.6 40 3
2MBE 004 008 S03 0.2RX 0.4 0.8 | 40 3
2MBE 005 010 S03 0.256R X 0.5 1 40 3
2MBE 006 012 S03 0.3RX0.6 1.2 | 40 3
2MBE 007 014 S03 0.35R X 0.7 1.4 | 40 3
2MBE 008 016 S03 0.4RX0 .8 16 | 40 3
2MBE 009 018 S03 0.45R X 0.9 1.8 | 40 3
2MBE 010 025 S03 0.5R X1 25 50 3
2MBE 010 025 S06 0.5R X 1 25 80 6
2MBE 010 025 100 0.5R X 1 25 100 6
2MBE 011 025 S03 0.55R X 1.1 25 50 3
2MBE 012 030 S03 0.6RX 1.2 3 50 3
2MBE 015 040 S03 0.75R X 1.5 4 50 3
2MBE 015 040 100 0.75RX1.5 4 100 @ 6
2MBE 020 050 S03 1RX2 ) 50 3
2MBE 020 050 S06 1RX2 5 50 6
2MBE 020 050 100 1RX2 5 100 6
2MBE 025 060 S03 1.26RX2.5 6 50 3
2MBE 025 060 100 1.26RX2.5 6 100 6
2MBE 030 080 S03 1.6RX3 8 60 3
2MBE 030 080 S06 1.6RX3 8 60 6
2MBE 030 080 100 1.6RX3 8 100 6
2MBE 035 080 S06 1.76R X 3.5 8 65 6
2MBE 040 080 S06 2R X4 8 70 6
2MBE 040 080 120 2RX 4 8 120 6
a 2MBE 050 120 S06 2.6RX5 12 75 6
b 2MBE 060 120 080 3R X6 12 80 6
» 2MBE 060 120 100 3RX 6 12 100 | 6
h 2MBE 080 140 090 4R X 8 14 | 90 8
A 2MBE 080 140 110 4RX 8 14 110 8
. 2MBE 100 180 100 5RX10 18 | 100 @ 10
2MBE 100 180 120 5RX 10 18 | 120 | 10
2MBE 120 220 110 6RX12 22 110 12
2MBE 120 220 130 B6RX 12 22 130 12
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3 Flutes Ball End Mills

=

- Endmills for Mild steel, Acryl, A.B.S, Aluminum, non-ferrous
and non-metallic materials.
« Minimize chattering by even run-out and tolerance control.
[ « Very nice work surface finish.
« Excellent wear resistance by applying fine WC grade.

h5

od

h5

od

30 CUTTING D Size D Tolerance
DATA 20.3 ~ 4 +0~ ~0.01mm
el 26 -0.005 ~ -0.015mm

0.15R ~ 2R

3MBE 003 008 S04 0.156R X 0.3
3MBE 003 012 S04 0.156R X 0.3

3MBE 004 010 S04 0.2RX0.4 1 40
3MBE 004 015 S04 0.2RX 0.4 1.6 40
3MBE 005 013 S04 0.25R X 0.5 1.3 | 45
3MBE 005 020 S04 0.25R X 0.5 2 45
3MBE 006 015 S04 0.3RX 0.6 1.5 45
3MBE 006 024 S04 0.3RX 0.6 24 | 45

3MBE 007 018 S04 0.35R X 0.7 1.8 | 45
3MBE 007 028 S04 0.35R X 0.7 28 | 45
3MBE 008 020 S04 0.4RX0.8 2 45
3MBE 008 032 S04 0.4RX0.8 32 45
3MBE 009 025 S04 0.45R X 0.9 25 | 580
3MBE 009 036 S04 0.45RX0.9 3.6 | 50
3MBE 010 025 S04 0.5R X1 25 | 80

OO0 AAEAMNDADANDMDDDAMDAEDADNDNDDDDMDIMDAEDNDNDNDDDDDDDNDINDN

3MBE 010 040 S04 0.5R X1 4 50

3MBE 010 060 S04 0.5R X1 6 60

3MBE 012 030 S04 0.6RX 1.2 3 50

3MBE 012 050 S04 0.6RX 1.2 5 50

3MBE 012 070 S04 0.6RX 1.2 7 60

3MBE 015 040 S04 0.75R X 1.5 4 50

3MBE 015 060 S04 0.75R X 1.5 6 50

3MBE 015 090 S04 0.76R X 1.5 9 60

3MBE 020 050 S04 1RX2 5 50

3MBE 020 080 S04 1RX?2 8 50

3MBE 020 100 S04 1RX2 10 | 60

3MBE 025 060 S04 1.26RX 2.5 6 50

3MBE 025 100 S04 1.26RX 2.5 10 | 60

3MBE 025 150 S04 1.26RX2.5 15 70 a
3MBE 030 080 S04 1.6RX3 8 50 b}
3MBE 030 120 S04 1.6RX3 12 60 »
3MBE 030 150 S04 1.6R X3 15 | 80 W
3MBE 040 100 S04 2RX4 10 | 60 .
3MBE 040 150 S04 2RX 4 15 | 80 .
3MBE 060 200 S06 3R X6 20 | 80

3MBE 060 300 S06 3R X6 30 | 110
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1 Flute End Mills

_— X
c ) 3 - Endmills for Acryl, A.B.S, Aluminum, non-ferrous and non-

hs metallic materials.
@ of u( « Excellent chip removing by a helix 1flute design.
Optimum for cut-off and wall machining.
I — L « Excellent wear resistance by applying fine WC grade.

o D Size D Tolerance
F?QI 0.2 ~5 +0~ -0.01mm
) . o025 | #6~12  -0.01~-0.025mm

(210 2~5 26 ~ 12 Sharp Edge
1MEM 002 004 S04 4 1MEM 050 130 S06 5 6
1MEM 002 005 S04 4 1MEM 050 200 S06 5 6
1MEM 003 006 S04 0.3 0.6 4O 4 1MEM 050 250 S06 5 25 60 6
1MEM 003 009 S04 0.3 09 @ 40 4 1MEM 050 300 S06 5 30 75 6
1MEM 004 008 S04 0.4 0.8 | 40 4 1MEM 060 150 S06 6 15 60 6
1MEM 004 012 S04 0.4 1.2 40 4 1MEM 060 200 S06 6 20 60 6
1MEM 005 010 S04 0.5 1 40 4 1MEM 060 250 S06 6 25 60 6
1MEM 005 015 S04 0.5 1.5 40 4 1MEM 060 300 S06 6 30 70 6
1MEM 006 012 S04 0.6 1.2 40 4 1MEM 060 410 S06 6 41 90 6
1MEM 006 018 S04 0.6 1.8 40 4 1MEM 080 190 S08 8 19 70 8
1MEM 007 014 S04 0.7 14 | 40 4 1MEM 080 250 S08 8 25 75 8
1MEM 007 021 S04 0.7 2.1 40 4 1MEM 080 300 S08 8 30 80 8
1MEM 008 016 S04 0.8 1.6 | 40 4 1MEM 080 410 S08 8 41 90 8
1MEM 008 024 S04 0.8 24 | 40 4 1MEM 100 220 S10 10 22 75 | 10
1MEM 009 018 S04 0.9 1.8 40 4 1MEM 100 300 S10 10 30 80 @ 10
1MEM 009 027 S04 0.9 2.7 40 4 1MEM 100 410 S10 10 41 100 | 10
1MEM 010 025 S06 1 25 | 45 6 1MEM 120 260 S12 12 26 75 | 12
1MEM 010 030 S06 1 3 45 6 1MEM 120 350 S12 12 35 90 12
1MEM 010 035 S06 1 3.5 45 6 1MEM 120 510 S12 12 51 110 | 12
1MEM 010 045 S06 1 45 | 45 6
1MEM 010 060 S06 1 6 50 6
1MEM 010 070 S06 1 7 50 6
1MEM 012 030 S06 1.2 3 45 6
1MEM 012 050 S06 1.2 5 45 6
1MEM 012 060 S06 1.2 6 50 6
1MEM 015 040 S06 149 4 45 6
1MEM 015 060 S06 1.5 6 50 6
1MEM 015 080 S06 1.5 8 50 6
a 1MEM 015 100 S06 1.5 10 50 6
b 1MEM 015 120 S06 1.5 12 50 6
» 1MEM 020 060 S06 2 6 50 6
h 1MEM 020 080 S06 2 8 50 6
y 1MEM 020 100 S06 2 10 50 6
o 1MEM 020 120 S06 2 12 50 6
1MEM 020 140 S06 2 14 55 6
1MEM 020 160 S06 2 16 60 6
New 1MEM 025 080 S06 25 8 50 6
New 1MEM 025 100 S06 25 10 50 6
New 1MEM 025 120 S06 2.5 12 50 6
New 1MEM 025 160 S06 25 16 60 6
1MEM 030 080 S06 3 8 50 6
1MEM 030 120 S06 3 12 50 6
1MEM 030 150 S06 3 15 50 6
1MEM 030 200 S06 3 20 60 6
1MEM 030 250 S06 3 25 70 6
1MEM 040 100 S06 4 10 50 6
1MEM 040 150 S06 4 15 50 6
1MEM 040 200 S06 4 20 60 6
1MEM 040 250 S06 4 25 70 6
1MEM 040 300 S06 4 30 75 6
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1 Flute Reverse Edge End Mills

o - ’ « Endmills for Acryl, A.B.S, Aluminum, non-ferrous and non-

hs metallic materials.
@ « Downward chip direction by reverse helix design helps chip control.

ad
.

No burr in work materials.
b L « Optimum for unstable work clamping.
« Excellent wear resistance by applying fine WC grade.

30° ([ e i pes
O~ ~ —UUImm
_ 01) [001-005) | 96~12 __ -001 - -0025mm
205~5 @6~ 12 Sharp Edge 18P mm

1REM 005 010 S04 0.5 1 45 4

1REM 005 015 S04 0.5 1.5 | 45 4

1REM 005 020 S04 0.5 2 45 4

1REM 006 012 S04 0.6 12 45 4

1REM 006 018 S04 0.6 1.8 | 45 4

1REM 006 025 S04 0.6 25 | 45 4

1REM 007 014 S04 0.7 1.4 | 45 4

1REM 007 021 S04 0.7 2.1 45 4

1REM 008 016 S04 0.8 16 | 45 4

1REM 008 024 S04 0.8 24 | 45 4

1REM 008 030 S04 0.8 3 45 4

1REM 009 018 S04 0.9 1.8 | 45 4

1REM 010 030 S06 1 3 50 6

1REM 010 040 S06 1 4 50 6

1REM 010 050 S06 1 5 50 6

1REM 010 060 S06 1 6 60 6

1REM 012 040 S06 1.2 4 50 6

1REM 012 060 S06 1.2 6 50 6

1REM 015 040 S06 1.5 4 50 6

1REM 015 060 S06 1.5 6 50 6

1REM 015 080 S06 1.5 8 50 6

1REM 020 060 S06 2 6 60 6

1REM 020 080 S06 2 8 60 6

1REM 020 100 S06 2 10 | 60 6

1REM 020 120 S06 2 12 60 6

1REM 025 060 S06 2.5 6 60 6

1REM 025 080 S06 25 8 60 6

1REM 025 100 S06 2.5 10 @ 60 6

1REM 030 080 S06 3 8 60 6 a
1REM 030 120 S06 3 12 65 6 bi|
1REM 030 160 S06 3 16 | 70 6 »
1REM 040 120 S06 4 12 65 6 W
1REM 040 160 S06 4 16 | 70 6 .
1REM 040 200 S06 4 20 70 6 .
1REM 050 150 S06 5 15 70 6

1REM 050 220 S06 5 22 75 6

1REM 060 270 S06 6 27 75 6

1REM 080 260 S08 8 26 @ 80 8

1REM 080 320 S08 8 32 90 8

1REM 100 300 S10 10 30 90 10

1REM 120 350 S12 12 35 100 12
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B E 2 Flutes Micro Rib End Mills
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Endmills for Acryl, A.B.S, Aluminum, non-ferrous
57} . and non-metallic materials.

Minimize chattering by short flute design.
Excellent tool rigidity by short flute design at high speed,
feed machining.
. Reinforced edge design for preventing edge chipping.
ﬁg Excellent wear resistance by applying fine WC grade.

&
[

o0

\

o4 |
.

D Size D Tolerance
wcC 2. .2. \ $0.2 ~ 5 +0~ ~0.07mm
+0 -0.01 ) {-0.01 -0.025, 26 -0.01 ~ =0.0256mm

@0.2~5 @6 Sharp Edge 19P mm
Order Number Diameter Lo E,ffeer%it‘{]e &"ﬁéﬁ'{ Sk Order Number Diameter ey '?fee,%it‘f Ee",%?r'! Sl
D L1 L2 L d D L1 L2 L d
2MRE 002 005 S04 0.2 03 05 40 4 2MRE 015 060 S04 1.5 3 6 50 4
2MRE 002 010 S04 0.2 0.3 1 40 4 2MRE 015 100 S04 1.5 3 10 50 4
2MRE 002 015 S04 0.2 03 |15 40 4 2MRE 015 140 S04 1.5 3 14 | 50 4
2MRE 002 020 S04 0.2 0.3 2 40 4 2MRE 015 160 S04 1.5 3 16 50 4
2MRE 003 010 S04 0.3 0.45 1 40 4 2MRE 015 200 S04 1.5 3 20 | 60 4
2MRE 003 020 S04 0.3 0.45 2 40 4 2MRE 015 250 S04 1.5 3 25 | 60 4
2MRE 003 030 S04 0.3 0.45 3 40 4 2MRE 015 300 S04 1.5 3 30 70 4
2MRE 003 050 S04 0.3 0.45 5 40 4 2MRE 016 060 S04 1.6 3.2 6 50 4
2MRE 004 020 S04 0.4 0.6 2 40 4 2MRE 020 080 S04 2 4 8 50 4
2MRE 004 030 S04 0.4 0.6 & 40 4 2MRE 020 100 S04 2 4 10 580 4
2MRE 004 040 S04 0.4 0.6 4 40 4 2MRE 020 120 S04 2 4 12 | 50 4
2MRE 004 050 S04 0.4 0.6 5) 40 4 2MRE 020 140 S04 2 4 14 ' 50 4
2MRE 004 060 S04 0.4 0.6 6 40 4 2MRE 020 160 S04 2 4 16 | 50 4
2MRE 005 020 S04 0.5 1 2 45 4 2MRE 020 180 S04 2 4 18 | 50 4
2MRE 005 040 S04 0.5 1 4 45 4 2MRE 020 200 S04 2 4 20 | 60 4
2MRE 005 060 S04 0.5 1 6 45 4 2MRE 020 250 S04 2 4 25 60 4
2MRE 005 080 S04 0.5 1 8 45 4 2MRE 020 300 S04 2 4 30 70 4
2MRE 005 100 S04 0.5 1 10 45 4 2MRE 020 350 S04 2 4 3 | 80 4
2MRE 006 020 S04 0.6 1.2 2 45 4 2MRE 020 400 S04 2 4 40 | 80 4
2MRE 006 040 S04 0.6 1.2 4 45 4 2MRE 025 120 S04 2.5 5, 12 60 4
2MRE 006 060 S04 0.6 1.2 6 45 | 4 2MRE 025 200 S04 2.5 5 20 | 60 4
2MRE 006 080 S04 0.6 1.2 8 45 4 2MRE 030 080 S06 & 6 8 70 6
2MRE 006 100 S04 0.6 1.2 10 | 45 4 2MRE 030 120 S06 3 6 12 |70 6
2MRE 007 040 S04 0.7 1.4 4 45 4 2MRE 030 160 S06 3 6 16 70 6
2MRE 007 060 S04 0.7 1.4 6 45 4 2MRE 030 200 S06 3 6 20 | 70 6
2MRE 007 080 S04 0.7 1.4 8 45 4 2MRE 030 250 S06 3 6 25 70 6
2MRE 007 100 S04 0.7 1.4 10 45 4 2MRE 030 300 S06 3 6 30 | 80 6
2MRE 008 040 S04 0.8 1.6 4 45 4 2MRE 030 400 S06 3 6 40 90 6
a 2MRE 008 060 S04 0.8 1.6 6 45 | 4 2MRE 030 450 S06 3 6 45 1 90 6
b 2MRE 008 080 S04 0.8 1.6 8 45 4 2MRE 040 120 S06 4 8 12 70 6
» 2MRE 008 100 S04 0.8 1.6 10 45 4 2MRE 040 160 S06 4 8 16 | 70 6
'm 2MRE 008 120 S04 0.8 1.6 12 45 4 2MRE 040 200 S06 4 8 20 70 6
. 2MRE 009 060 S04 0.9 1.8 6 45 4 2MRE 040 250 S06 4 8 25 | 70 6
0 2MRE 009 100 S04 0.9 1.8 10 45 4 2MRE 040 300 S06 4 8 30 | 70 6
2MRE 009 120 S04 0.9 1.8 12 45 4 2MRE 040 350 S06 4 8 35 80 6
2MRE 010 060 S04 1 2 6 50 4 2MRE 040 400 S06 4 8 40 80 6
2MRE 010 080 S04 1 2 8 50 4 2MRE 040 500 S06 4 8 50 [100 6
2MRE 010 100 S04 1 2 10 50 4 2MRE 050 160 S06 5 10 16 80 6
2MRE 010 120 S04 1 2 12 |60 4 2MRE 050 250 S06 5 10 25 |1 80 6
2MRE 010 160 S04 1 2 16 50 4 2MRE 050 350 S06 5 10 35 | 80 6
2MRE 010 200 S04 1 2 20 | 60 4 2MRE 060 250 S06 6 12 25 180 6
2MRE 010 250 S04 1 2 25 60 4 2MRE 060 350 S06 6 12 3 80 6
2MRE 012 060 S04 1.2 2.4 6 50 4 2MRE 060 500 S06 6 12 50 [120 6
2MRE 012 080 S04 1.2 2.4 8 50 4 2MRE 060 600 S06 6 12 60 120 6
2MRE 012 100 S04 1.2 2.4 10 50 4
2MRE 012 120 S04 1.2 2.4 12 50 4
2MRE 012 160 S04 1.2 2.4 16 60 4
2MRE 014 060 S04 1.4 2.8 6 50 4
2MRE 014 100 S04 1.4 2.8 10 50 4
2MRE 014 160 S04 1.4 2.8 16 50 4
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E 3 Flutes Micro Rib End Mills
| N ]

Endmills for Acryl, A.B.S, Aluminum, non-ferrous
15 s and non-metallic materials.
Minimize chattering by short flute design.
% L Excellent tool rigidity by short flute design at high speed,
—— L feed machining.

Reinforced edge design for preventing edge chipping.

% o[ E § H i U[ Excellent wear resistance by applying fine WC grade.
® 8
ﬂ‘

@D
o)
. .

D Size D Tolerance
’@ 30° e o R
26 ~ -0.01 ~ -0.025mm
) #0-00 e o 216 ~0015 - —0.03mm
71 ~4 ¢6 12 Sharp Edge mm
3MRE 010 050 S04 1 3 4
3MRE 010 100 S04 1 3 4
3MRE 010 150 S04 1 3 15 70 4
3MRE 010 200 S04 1 3 20 70 | 4
3MRE 010 250 S04 1 3 25 70 4
3MRE 015 100 S04 1.5 45 10 70 | 4
3MRE 015 150 S04 1.5 45 15 70 | 4
3MRE 015 200 S04 1.5 45 20 70 | 4
3MRE 015 250 S04 1.5 45 25 70 | 4
3MRE 015 300 S04 1.5 45 30 70 | 4
3MRE 020 100 S04 2 6 10 70 4
3MRE 020 150 S04 2 6 15 70 4
3MRE 020 200 S04 2 6 20 |70 4
3MRE 020 250 S04 2 6 25 70 | 4
3MRE 020 300 S04 2 6 3 70 4
3MRE 030 200 080 3 15 20 80 3
3MRE 030 200 S04 3 9 20 80 | 4
3MRE 030 300 100 3 15 30 100 | 3
3MRE 030 300 S04 3 9 30 80 4
3MRE 040 200 080 4 12 20 80 4
3MRE 040 300 100 4 12 1 30 100 | 4
3MRE 060 300 100 6 18 30 100 6
3MRE 060 400 150 6 18 40 150 | 6
3MRE 080 400 120 8 24 40 120 8
3MRE 080 500 150 8 24 | 50 150 8
3MRE 100 500 120 10 30 50 12010
3MRE 100 600 150 10 30 60 15010
3MRE 120 600 150 12 36 60 150 12
3MRE 160 700 160 16 54 | 70 160 16

sS'g'v dO4d
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2 Flutes Micro Long End Mills

| e —— e Y

- Endmills for Acryl, A.B.S, Aluminum, non-ferrous and non-

ﬁ% hs metallic materials.
ﬁ@ QW\;WQ J « Minimize chattering by even run-out and tolerance control.
B SR P ) « Long flute helps chip control in deep groove machining.

« Reinforced edge design for preventing edge chipping.

od

hs « Excellent wear resistance by applying fine WC grade.
SR 7
‘ L1 | L
D Size D Tolerance
20.2~5 +0~ -0.01mm
+o —001) l-001 025) 0015003 216 -0.015 ~ —0.03mm
@0.2~5 @6 ~12 @16 Sharp Edge mm
Order Number Diameter  Lendth E,ffeer%'t‘(]e &"ﬁ;ﬂ Sk Order Number Diameter  Lengh '?fee,%'t‘f Ee",?é?r'! Sl

D L L2 L d D L L2 L d

2MLE 002 010 S03 0.2 04 1 40 | 3 2MLE 010 300 S04 1 5 30 80 | 4

2MLE 002 015 S03 0.2 04 15 40 | 3 2MLE 010 350 S04 1 B 35 100 | 4

2MLE 002 020 S03 0.2 04 2 40 | 3 2MLE 010 400 S04 1 5 40 100 4

2MLE 003 010 S03 0.3 1 = 45 3 2MLE 015 100 S03 1.5 10 = 80 | 3

2MLE 003 015 S03 0.3 1 15 45 | 3 2MLE 015 100 S04 1.5 10 - 80 4

2MLE 003 018 S03 0.3 1.8 - 45 3 2MLE 015 150 S03 1.5 10 15 80 @ 3

2MLE 003 020 S03 0.3 1 2 45 | 3 2MLE 015 150 S04 1.5 10 15 80 | 4

2MLE 003 025 S03 0.3 1 25 |45 | 3 2MLE 015 200 S03 1.5 10 20 80 @3

2MLE 003 030 S03 0.3 1 3 45 | 3 2MLE 015 200 S04 1.5 10 20 80 | 4

2MLE 003 040 S03 0.3 1 4 |45 | 3 2MLE 015 250 S03 1.5 10 25 80 3

2MLE 004 012 S03 0.4 1.2 - 45 | 3 2MLE 015 250 S04 1.5 10 25 80 | 4

2MLE 004 020 S03 0.4 2 - 45 | 3 2MLE 015 300 S03 1.5 10 30 80 @ 3

2MLE 004 030 S03 0.4 12 3 45 3 2MLE 015 300 S04 1.5 10 30 80 | 4

2MLE 004 040 S03 0.4 12 4 45 | 3 2MLE 015 350 S04 1.5 10 35 100 4

2MLE 004 050 S03 0.4 12 5 45 | 3 2MLE 015 400 S04 1.5 10 | 40 100 | 4

2MLE 005 015 S03 0.5 1.5 = 50 | 3 2MLE 020 100 S03 2 10 = 80 3

2MLE 005 020 S03 0.5 2 - 50 | 3 2MLE 020 100 S04 2 10 - 80 | 4

2MLE 005 030 S03 0.5 15| 8 50 | 3 2MLE 020 150 S03 2 10 15 80 @3

2MLE 005 040 S03 0.5 15 4 50 3 2MLE 020 150 S04 2 10 | 15 | 80 4

2MLE 005 050 S03 0.5 15| 5 50 | 3 2MLE 020 200 S03 2 10 20 80 @3

2MLE 005 060 S03 0.5 15 6 50 | 3 2MLE 020 200 S04 2 10 20 80 | 4

2MLE 005 080 S03 0.5 15 8 50 | 3 2MLE 020 250 S03 2 10 25 80 | 3

2MLE 005 100 S03 0.5 15 10 560 | 3 2MLE 020 250 S04 2 10 25 80 | 4

2MLE 006 030 S03 0.6 3 = 50 | 3 2MLE 020 300 S03 2 10 30 80 @3

2MLE 006 060 S03 0.6 3 6 50 | 3 2MLE 020 300 S04 2 10 | 30 | 80 4

2MLE 006 080 S03 0.6 3 8 5 3 2MLE 020 350 S03 2 10 35 80 @3

2MLE 006 100 S03 0.6 3 10 | 80 3 2MLE 020 350 S04 2 10 | 35 100 | 4

2MLE 007 030 S03 0.7 3 = 50 | 3 2MLE 020 400 S03 2 10 40 80 @3

a 2MLE 007 070 S03 0.7 3 7 50 3 2MLE 020 400 S04 2 10 | 40 100 | 4
| 2MLE 007 100 S03 0.7 3 |10 |50 | 8 2MLE 025 100 S03 25 10 - 80| 3
» 2MLE 007 120 S03 0.7 3 12 | 60 3 2MLE 025 150 S03 25 15 - 80 | 3
'm 2MLE 008 040 S03 0.8 4 = 5 | 3 2MLE 025 200 S03 25 15 20 80 3
. 2MLE 008 080 S03 0.8 4 8 50 | 3 2MLE 030 100 060 3 10 - 60 | 3
L 2MLE 008 100 S03 0.8 4 10 | 60 3 2MLE 030 200 080 3 20 = 80 | 3
2MLE 008 120 S03 0.8 4 12 150 | 3 2MLE 030 200 100 3 20 - /100 3

2MLE 009 040 S03 0.9 4 - 50 | 3 2MLE 030 200 120 3 20 - 120 3

2MLE 009 060 S03 0.9 4 6 50 | 3 2MLE 030 150 S06 3 15 - 100 | 6

2MLE 009 080 S03 0.9 4 8 50 | 3 2MLE 030 200 S06 3 15 20 100 | 6

2MLE 009 100 S03 0.9 4 10 | 80 3 2MLE 030 250 S06 3 15 1 25 100 | 6

2MLE 010 050 S03 1 5 = 80 3 2MLE 030 300 S06 3 15 30 100 6

2MLE 010 050 S04 1 5 - 80 | 4 2MLE 040 200 080 4 20 - 80 | 4

2MLE 010 100 S03 1 5 10 | 80 3 2MLE 040 200 100 4 20 - 100 4

2MLE 010 100 S04 1 5 10 | 80 4 2MLE 040 200 130 4 20 - 130 4

2MLE 010 150 S03 1 5 15 | 80 3 2MLE 040 200 S06 4 20 - |100| 6

2MLE 010 150 S04 1 5 15 180 | 4 2MLE 040 250 S06 4 20 | 26 100 6

2MLE 010 200 S03 1 5 20 80 | 3 2MLE 040 300 S06 4 20 30 100 6

2MLE 010 200 S04 1 5 20 80 | 4 2MLE 040 400 S06 4 20 40 120 ©

2MLE 010 250 S03 1 (9) 25 80 3 2MLE 050 200 S06 5) 20 - 100 6

2MLE 010 250 S04 1 5 25 80 | 4 2MLE 050 300 100 5 30 - /100 5

2MLE 010 300 S03 1 5 30 80 | 3 2MLE 050 300 120 S 30 - |120| 5
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2 Flutes Micro Long End Mills

2MLE 060 250 080 6 25| - 80 6
2MLE 060 300 080 6 30 - 80 6
2MLE 060 400 100 6 4 - 100| 6
2MLE 060 400 120 6 40 - 120 6
2MLE 060 400 150 6 40 - 150 6
2MLE 080 300 080 8 30 - 80 8
2MLE 080 350 090 8 3% - 90 | 8
2MLE 080 400 100 8 40 - 100 8
2MLE 080 450 120 8 45 - 120| 8
2MLE 080 450 150 8 45 - 150 | 8
2MLE 100 300 080 10 3 - 80 10
2MLE 100 350 090 10 3% - 90 10
2MLE 100 400 100 10 40 - 10010
2MLE 100 500 120 10 50 - 120 10
2MLE 100 500 150 10 5 | - 150 10
2MLE 120 300 090 12 30 - 90 12
2MLE 120 400 100 12 40 - 10012
2MLE 120 500 110 12 50 | - 110 12
2MLE 120 550 130 12 56 | - 130 12
2MLE 120 550 150 12 55 | - |150 |12
2MLE 160 700 160 16 70 | - 160 16

sS'g'v Jd04
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2 Flutes End Mills

e e ——
&_ll s _— ’ - Endmills for Mild steel, Acryl, A.B.S, Aluminum, non-ferrous
1

and non-metallic materials.

hs « Reinforced edge design for preventing edge chipping.

N ] « Improved tool performance by even run-out and tolerance control.
- « Excellent wear resistance by applying fine WC grade.

od

h5

P :
L ‘ .
D Size D Tolerance
CUTTING ¢0-; ; 0-;5 ++00- —_()O.(gsmm
. 0 Hellx Angle DATA ¢¢6 ~:2 o _(.)'0215mmm

@0.1 ~0.15 2502 5 -12 Sharp Edge

2MEM 001 002 S03 3
2MEM 0015 003 S03 0 15 3
2MEM 002 004 S03 0.2 O.4 40 3
2MEM 003 006 S03 0.3 0.6 40 3
2MEM 004 008 S03 0.4 0.8 | 40 3
2MEM 005 010 S03 0.5 1 40 3
2MEM 006 012 S03 0.6 12 | 40 3
2MEM 007 014 S03 0.7 1.4 | 40 3
2MEM 008 016 S03 0.8 16 | 40 3
2MEM 009 018 S03 0.9 1.8 | 40 3
2MEM 010 025 S03 1 25 | 40 3
2MEM 010 025 S06 1 25 40 6
2MEM 011 025 S03 1.1 25 | 40 3
2MEM 012 035 S03 1.2 35 40 3
2MEM 013 040 S03 1.3 4 40 3
2MEM 014 040 S03 1.4 4 40 3
2MEM 015 040 S03 1.5 4 40 3
2MEM 015 040 S06 1.5 4 40 6
2MEM 016 040 S03 1.6 4 40 3
2MEM 017 050 S03 1.7 5 40 3
2MEM 018 055 S03 1.8 55 | 40 3
2MEM 019 060 S03 1.9 6 40 3
2MEM 020 060 S03 2 6 40 3
2MEM 020 060 S06 2 6 40 6
2MEM 025 080 S03 2.5 8 40 3
2MEM 025 080 S06 2.5 8 40 6
2MEM 030 080 S03 3 8 45 3
2MEM 030 080 S06 3 8 45 6
a 2MEM 035 100 S06 3.5 10 @ 45 6
b 2MEM 040 110 S06 4 11 45 6
» 2MEM 045 110 S06 4.5 11 45 6
h 2MEM 050 130 S06 5 13 | 80 6
in 2MEM 060 130 S06 6 13 80 6
2MEM 070 160 S08 7 16 = 60 8
2MEM 080 190 S08 8 19 | 60 8
2MEM 090 190 S10 © 19 | 70 10
2MEM 100 220 S10 10 22 70 10
2MEM 120 260 S12 12 26 | 75 | 12
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3 Flutes End Mills

- Endmills for Mild steel, Acryl, A.B.S, Aluminum, non-ferrous
hs and non-metallic materials.
Ul « Reinforced edge design for preventing edge chipping.
« Minimize chattering by short flute design
« Excellent wear resistance by applying fine WC grade.

h5

'30° CUTTING D Size D Tolerance

: D 20.3 ~ 4 +0~ ~0.01mm

01005l ATA 26 ~0.01 ~ ~0.025mm
@6 Sharp Edge 20P -

3MEM 003 008 S04 0.3 0.8 | 40 4
3MEM 003 012 S04 0.3 1.2 | 40 4
3MEM 004 010 S04 0.4 1 40 4
3MEM 004 015 S04 0.4 1.5 40 4
3MEM 005 013 S04 0.5 1.3 | 40 4
3MEM 005 020 S04 0.5 2 45 4
3MEM 006 015 S04 0.6 1.5 | 40 4
3MEM 006 024 S04 0.6 24 | 45 4
3MEM 007 018 S04 0.7 1.8 | 40 4
3MEM 007 028 S04 0.7 2.8 | 45 4
3MEM 008 020 S04 0.8 2 40 4
3MEM 008 032 S04 0.8 32 45 4
3MEM 009 025 S04 0.9 25 | 40 4
3MEM 009 036 S04 0.9 3.6 | 45 4
3MEM 010 025 S04 1 25 | 40 4
3MEM 010 040 S04 1 4 45 4
3MEM 010 060 S04 1 6 50 4
3MEM 012 030 S04 1.2 3 40 4
3MEM 012 050 S04 1.2 5 40 4
3MEM 012 070 S04 1.2 7 50 4
3MEM 015 040 S04 1.5 4 40 4
3MEM 015 060 S04 1.5 6 40 4
3MEM 015 090 S04 1.5 9 60 4
3MEM 020 050 S04 2 5 40 4
3MEM 020 080 S04 2 8 50 4
3MEM 020 100 S04 2 10 | 60 4
3MEM 025 060 S04 25 6 45 4
3MEM 025 100 S04 2.5 10 | 80 4
3MEM 025 150 S04 25 15 60 4 a
3MEM 030 080 S04 3 8 50 4 bi|
3MEM 030 120 S04 3 12 60 4 »
3MEM 030 150 S04 3 15 | 80 4 W
3MEM 040 100 S04 4 10 | 80 4 Ul
3MEM 040 150 S04 4 15 | 80 4
3MEM 060 200 S06 6 20 | 80 6
3MEM 060 300 S06 6 30 110 6
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4 Flutes End Mills

m" ’ - Endmills for Mild steel, Acryl, A.B.S, Aluminum, non-ferrous

. and non-metallic materials.
sk hs Reinforced edge design for preventing edge chipping.
Minimize chattering by even run-out and tolerance control.
Excellent wear resistance by applying fine WC grade.

2D
]
[y
- —
od
o o

h5

L1

g g '3 oo b= D Size D Tolerance
’ DATA @1 ~5 +0~ -0.01mm
0-001 ) l-oo1-0025) L 26-~12 001 ~ ~0.025mm
26 ~12

@1~5

2D
..
P
od

Sharp Edge 20P mm

4MEM 010 025 S04 1 25 | 40 4
4MEM 010 040 S04 1 4 45 4
4MEM 015 040 S04 1.5 4 40 4
4MEM 015 060 S04 1.5 6 45 4
4MEM 020 050 S04 2 5 40 4
4MEM 020 080 S04 2 8 45 4
4MEM 025 080 S04 2.5 8 45 4
4MEM 025 100 S04 2.5 10 50 4
4MEM 030 080 S06 3 8 45 6
4MEM 030 120 S06 3 12 50 6
4MEM 040 110 S06 4 11 45 6
4MEM 040 160 S06 4 16 55 6
4MEM 050 130 S06 5 13 | 80 6
4MEM 050 200 S06 5 20 60 6
4MEM 060 130 S06 6 13 80 6
4MEM 060 240 S06 6 24 | 70 6
4MEM 080 200 S08 8 20 | 60 8
4MEM 080 320 S08 8 32 80 8
4MEM 100 220 S10 10 22 70 10
4MEM 100 400 S10 10 40 100 | 10
4MEM 120 260 S12 12 26 75 12
4MEM 120 480 S12 12 48 100 12

n
3
>
o
()
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16

I EMRB/sMRB m raise up the RPM and feed by 10% for 3MRB.

«RPM:rev./min «Feed : mm/min
Material Aluminum Alloys Plastic
A A

Comey ety . =y AxiaIAgepth Radial gepth . =y AxiaIAgepth Radial gepth
R 0.1 1 35,000 420 0.003 0.03 35,000 1,000 0.05 0.03
R0.15 2 35,000 490 0.004 0.04 35,000 1,050 0.06 0.04
R 0.2 3 35,000 560 0.005 0.06 35,000 1,100 0.07 0.06
R 0.25 4 35,000 700 0.006 0.07 28,000 1,200 0.08 0.07
" 10 27,300 504 0.004 0.05 21,840 864 0.06 0.04
R0.3 4 35,000 910 0.007 0.09 24,000 1,200 0.1 0.09
" 10 27,300 655 0.005 0.07 18,720 864 0.07 0.05
R0.4 4 26,000 940 0.008 0.12 18,000 900 0.13 0.12
” 10 19,500 658 0.006 0.1 13,500 576 0.11 0.1
R 0.5 6 21,000 970 0.008 0.15 14,000 700 0.17 0.15
” 16 14,700 631 0.006 0.1 9,800 455 0.1 0.09
R 0.6 6 18,000 1,010 0.009 0.18 12,000 600 0.2 0.18
" 16 12,780 616 0.007 0.11 8,520 366 0.13 0.12
RO0.7 6 15,000 1,020 0.01 0.21 10,000 500 0.23 0.21
" 16 10,800 622 0.008 0.16 7,200 305 0.17 0.15
R0.75 6 14,000 1,010 0.012 0.24 9,500 480 0.25 0.24
16 10,220 636 0.01 0.19 6,935 302 0.19 0.17
" 25 8,483 477 0.08 0.14 5,756 227 0.13 0.11
R1 8 11,000 1,100 0.18 0.35 7,000 350 0.4 0.35
20 8,140 704 0.16 0.3 5,180 224 0.35 0.33
" 30 6,919 528 0.14 0.25 4,403 168 0.3 0.28
R1.5 8 6,900 760 0.2 0.5 4,800 240 0.5 0.5
20 5,313 486 0.18 0.45 4,080 151 0.45 0.45
” 30 4,516 365 0.16 0.4 3,142 113 0.4 0.4
R2 16 5,200 690 0.25 0.65 3,600 180 0.6 0.65
25 4,056 449 0.22 0.6 3,060 113 0.56 0.61
” 35 3,488 336 0.2 0.55 2,356 85 0.54 0.57
R25 16 4,200 590 0.3 0.8 2,900 150 0.8 0.85
25 3,234 401 0.27 0.75 2,233 102 0.76 0.81
" 35 2,652 309 0.24 0.7 1,831 79 0.72 0.75
R3 25 3,500 550 0.35 0.9 2,400 120 1 1.2
35 2,940 468 0.33 0.8 2,016 102 0.95 1.1
” 50 2,323 355 0.3 0.7 1,593 78 0.9 1

Ap : Axial Depth  (mm)
N Ae : Radial Depth  (mm)
Depth of Cut < E } g’pﬁ';’e I(Dr'naim?)ter (rom)
‘-ﬁ-‘ Vi: Feed (mm/min)

+ The parameters on the table is based on 2 flutes. For using 3 flutes, increase RPM and feed by 10% in stable milling condition.
+ Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.
+ If the table over the maximum RPM and feed of your machine, adjust RPM and feed in the same proportion.
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I EMLB «RPM:rev./min « Feed : mm/min I EMLE «RPM:rev./min «Feed : mm/min

Material ABS Acrylic Material ABS Acrylic
Radius RPM Fd Axiaf\[?epth Radi:gepth Outsice Diameter AP sy Axiall\gepth Radiela-l\lgepth
RO0.1 37,000 50 0.06 0.14 ?0.2 50,000 100 0.2 0.2
R 0.2 37,000 100 0.12 0.28 0.4 50,000 200 0.4 0.4
R0.3 37,000 140 0.18 0.42 ?0.5 50,000 240 0.5 0.5
RO0.4 37,000 190 0.24 0.56 #0.6 40,000 240 0.6 0.6
R 0.5 32,000 210 0.30 0.7 #0.8 30,000 240 0.8 0.8
R1 16,000 210 0.60 1.4 @1 24,000 240 1 1
R1.5 11,000 210 0.90 2.1 g2 12,000 240 2 2
R2 8,200 210 1.20 2.8 23 8,000 240 S S
R2.5 6,000 250 1.50 BI5) g4 6,000 240 4 4
R3 5,500 250 1.80 4.2 25 4,800 240 5 5
R4 4,100 280 2.40 5.6 26 4,000 260 6 6
R5 3,200 280 3.00 7.0 @8 3,000 260 8 8
R6 2,700 330 3.60 8.4 210 3,000 260 10 10
R8 2,200 330 4.80 11.2 @12 2,000 260 12 12
#16 1,400 260 16 16
0.7D D
Depth of Cut . -9 Depth of Cut o 2

. If the effective length is long, reduce the RPM and feed in the same The edge of the flute precisely grinded. If you want to measure the tool,

proportion. and to avoid damaging on the flutes, use non-contact measuring method.
« Use this table for your reference. Adjust the parameters depending on « If the effective length is long, reduce the RPM and feed in the same

your machining geometry, machining purpose and CNC. proportion.
- If the table over the maximum RPM and feed of your machine, adjust + Use this table for your reference. Adjust the parameters depending on

RPM and feed in the same proportion. your machining geometry, machining purpose and CNC.
If the table over the maximum RPM and feed of your machine, adjust
RPM and feed in the same proportion.

I 2MBE/3MBE m Raise up the RPM and feed by 10% for 3MBE. «RPM : rev./min  «Feed : mm/min

Material Carbon Steels Alloy Steels Prehardened Steels
Al Ae Al Ae Ae
ggg,?fs' sl == Axial gepth Radial Depth itz 7=z Axial gepth Radial Depth 7 ) Axiaf\gepth Radial Depth
RO0.2 36,000 630 0.02 0.04 34,200 520 0.02 0.04 33,174 400 0.02 0.04
R0.3 24,300 630 0.03 0.06 23,085 520 0.03 0.06 22,392 400 0.03 0.06
R0.4 21,000 630 0.04 0.08 19,950 520 0.04 0.08 19,352 400 0.04 0.08
R0.5 12,000 630 0.05 0.10 12,300 520 0.1 0.10 10,179 400 0.05 0.10
R1 11,400 630 0.10 0.20 10,000 520 0.1 0.20 8,700 400 0.10 0.20
R1.5 7,700 630 0.15 0.30 6,700 520 0.2 0.30 5,800 400 0.15 0.30
R2 5,800 630 0.20 0.40 5,000 520 0.2 0.40 4,300 400 0.20 0.40
R3 3,800 630 0.30 0.60 3,300 520 0.3 0.60 2,900 400 0.30 0.60
R4 2,900 630 0.40 0.80 2,500 520 0.4 0.80 2,200 400 0.40 0.80
R5 2,300 630 0.50 1.00 2,000 520 0.5 1.00 1,700 400 0.50 1.00
R6 1,900 630 0.60 1.20 1,700 520 0.6 1.20 1,400 400 0.60 1.20
0.1XR %_LM
Depth of Cut |
|-Ae | 02XxR

+ The parameters on the table is based on 2 flutes. For using 3 flutes, increase RPM and feed by 10% in stable milling condition.
+ Below 0.5mm of front diameter tool, set up the lower RPM

+ Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.
+ If the table over the maximum RPM and feed of your machine, adjust RPM and feed in the same proportion.
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Material Acrylic Alloy Steels
Outside Diameter RPM FEED Ap (Axial Depth) RPM FEED Ap (Axial Depth)
@1 32,000 2,000 25 23,000 1,300 25
@2 32,000 2,200 5 23,000 1,500 5
@3 25,000 2,400 75 18,000 1,700 7.5
@4 20,000 2,400 10 15,000 1,800 10
@5 15,000 2,200 12.5 12,000 1,800 125
26 13,500 2,300 15 10,000 1,800 15
@8 10,000 2,400 20 7,800 1,900 20
210 8,000 2,400 25 6,000 2,000 25
@12 7,000 2,200 30 5,000 1,900 30
D
—
Depth of Cut 25D
7

+ The edge of the flute precisely grinded. If you want to measure the tool, and to avoid damaging on the flutes, use non-contact measuring method.
« When entering the tool to the workpiece, enter the tool from outside to the workpiece.

+ Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

. If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.

I 3MRE «RPM:rev./min «Feed : mm/min

Material ABS /MC Nylon Acrylic/Polyaetal Polycabonate
E?utside Effective RPM FEED Axiaﬁ?epth Hadi:l eDepth RPM FEED Axia'la‘lgepth Radig gepth RPM FEED Axia'lt\lgepth Radig gepth
iameter Length

@1 10 6,360 560 0.30 0.03 10,812 264 0.30 0.03 8,250 1,568 0.30 0.03
" 15 6,360 560 0.30 0.02 9,328 172 0.30 0.02 7,360 1,120 0.30 0.02
" 20 6,360 560 0.30 0.01 8,056 103 0.30 0.01 6,750 840 0.30 0.01
21.5 10 6,360 851 0.50 0.05 10,812 370 0.50 0.05 7,950 1,568 0.50 0.05
15 6,360 818 0.50 0.03 9,328 280 0.50 0.03 7,102 1,120 0.50 0.03
” 20 6,254 784 0.50 0.02 8,056 202 0.50 0.02 6,466 840 0.50 0.02
@2 10 6,330 1,100 1.00 0.10 10,339 471 1.00 0.10 8,124 1,795 1.00 0.10
” 15 6,225 1,043 1.00 0.05 9,284 404 1.00 0.05 7,491 1,571 1.00 0.05
20 6,014 999 1.00 0.03 8,440 337 1.00 0.03 6,858 1,346 1.00 0.03
" 25 5,908 954 1.00 0.03 7,596 281 1.00 0.03 6,330 1,234 1.00 0.03
@3 20 5,863 1,466 1.50 0.20 6,701 496 1.50 0.20 6,596 2,030 1.50 0.20
" 30 5,444 1,241 1.50 0.10 4,712 327 1.50 0.10 5,026 1,354 1.50 0.10
34 20 5026 1,579 2.00 0.30 6,282 496 2.00 0.30 5,340 1,466 2.00 0.30
" 30 4,712 1,466 2.00 0.20 4,921 384 2.00 0.20 4,607 1,241 2.00 0.20
6 30 3,186 1,224 3.00 0.40 3,451 306 3.00 0.40 2,522 969 3.00 0.40
o 40 2,791 1,093 3.00 0.30 2,411 209 3.00 0.30 2,157 823 3.00 0.30
28 40 2,668 1,028 4.00 0.50 2,218 196 4.00 0.50 1,984 774 4.00 0.50
” 50 1,977 863 4.00 0.40 1,708 165 4.00 0.40 1,628 650 4.00 0.40
@10 50 1,740 803 5.00 0.60 1,503 153 5.00 0.60 1,345 604 5.00 0.60
” 60 1,305 337 5.00 0.50 1,127 64 5.00 0.50 1,008 254 5.00 0.50
@12 60 1,109 307 6.00 0.60 958 59 6.00 0.60 857 231 6.00 0.60

Stotting a . ilse ’Xl)l(l:ggDepth [

Depth of Cut *Ap : Axial Depth < . Ae : Radal Depth

«D : Outside Diameter D Ao

«+ The edge of the flute precisely grinded. If you want to measure the tool, and to avoid damaging on the flutes, use non-contact measuring method.
+ When entering the tool to the workpiece, enter the tool from outside to the workpiece.

Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.

+ Use a machine with low vibration and good rigidity (@1 or less, the vibration tolerance management should be within 5 m).
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I EMRE «RPM:rev./min  «Feed : mm/min

Material ABS /MC Nylon Acrylic/Polyaetal Polycabonate
A Ae Ae A Ae
Doiélrfggtigr E&%Cgt%e RPM FEED [F))epth Radial Depth RPM FEED Axiaf\[?epth Radial Depth RPM FEED EE)epth Radial Depth
0.5 2 6,000 300 0.20 0.005 15,000 300 0.20 0.005 9,000 300 0.20 0.005
4 6,000 300 0.20 0.003 15,000 300 0.20 0.003 9,000 300 0.20 0.003
o 6 6,000 300 0.20 0.001 15,000 300 0.20 0.001 9,000 300 0.20 0.001
#0.6 4 6,000 340 0.20 0.005 14,400 300 0.20 0.005 8,800 540 0.20 0.005
” 6 6,000 340 0.20 0.003 14,400 300 0.20 0.003 8,800 540 0.20 0.003
@0.7 4 6,000 380 0.20 0.01 13,800 300 0.20 0.01 8,600 780 0.20 0.01
o 6 6,000 380 0.20 0.008 13,800 300 0.20 0.008 8,600 780 0.20 0.008
20.8 6 6,000 420 0.20 0.008 13,200 300 0.20 0.008 8,400 1,000 0.20 0.008
o 8 6,000 420 0.20 0.005 12,900 280 0.20 0.005 8,200 960 0.20 0.005
20.9 6 6,000 460 0.20 0.08 12,600 300 0.20 0.08 8,200 1,300 0.20 0.08
o 10 6,000 460 0.20 0.03 11,800 260 0.20 0.03 7,800 1,000 0.20 0.03
@1 6 6,000 500 0.30 0.05 12,000 300 0.30 0.05 8,000 1,500 0.30 0.05
8 6,000 500 0.30 0.05 11,500 270 0.30 0.05 7,700 1,400 0.30 0.05
10 6,000 500 0.30 0.03 11,000 240 0.30 0.03 7,500 1,200 0.30 0.03
o 12 6,000 500 0.30 0.03 10,400 220 0.30 0.03 7,200 1,100 0.30 0.03
16 6,000 500 0.30 0.02 9,300 160 0.30 0.02 6,700 830 0.30 0.02
. 20 6,000 500 0.30 0.01 8,000 0 0.30 0.01 6,000 500 0.30 0.01
@1.2 6 6,000 610 0.40 0.05 11,700 330 0.40 0.05 8,000 1,500 0.40 0.05
8 6,000 610 0.40 0.05 11,200 300 0.40 0.05 7,700 1,400 0.40 0.05
o 10 6,000 600 0.40 0.03 10,700 280 0.40 0.03 7,500 1,300 0.40 0.03
o 12 6,000 600 0.40 0.03 10,200 250 0.40 0.03 7,200 1,200 0.40 0.03
21.4 6 6,000 720 0.40 0.05 11,340 360 0.40 0.05 8,000 1,600 0.40 0.05
o 10 6,000 700 0.40 0.03 10,700 310 0.40 0.03 7,700 1,400 0.40 0.03
o 16 6,000 680 0.40 0.01 9,800 230 0.40 0.01 7,200 1,000 0.40 0.01
#1.5 6 6,100 780 0.50 0.05 11,200 380 0.50 0.05 8,000 1,600 0.50 0.05
o 10 6,000 760 0.50 0.05 10,200 330 0.50 0.05 7,500 1,400 0.50 0.05
14 6,000 730 0.50 0.03 9,600 270 0.50 0.03 7,000 1,100 0.50 0.03
16 6,000 730 0.50 0.03 8,800 250 0.50 0.03 6,700 1,000 0.50 0.03
o 20 5,900 700 0.50 0.02 7,600 180 0.50 0.02 6,100 750 0.50 0.02
@1.6 6 6,100 830 0.80 0.05 11,000 390 0.80 0.05 8,000 1,600 0.80 0.05
@2 8 6,100 1,000 1.00 0.10 10,100 440 1.00 0.10 7,900 1,700 1.00 0.10
e 10 6,000 980 1.00 0.10 9,800 420 1.00 0.10 7,700 1,600 1.00 0.10
12 6,000 970 1.00 0.08 9,500 400 1.00 0.08 7,500 1,600 1.00 0.08
14 5,900 950 1.00 0.08 9,100 380 1.00 0.08 7,300 1,500 1.00 0.08
o 16 5,900 930 1.00 0.05 8,800 360 1.00 0.05 7,100 1,400 1.00 0.05
18 5,800 920 1.00 0.05 8,500 340 1.00 0.05 6,900 1,300 1.00 0.05
20 5,700 890 1.00 0.03 8,000 300 1.00 0.03 6,500 1,200 1.00 0.03
25 5,600 850 1.00 0.03 7,200 250 1.00 0.03 6,000 1,100 1.00 0.03
” 30 5,400 800 1.00 0.02 6,200 190 1.00 0.02 5,400 850 1.00 0.02
@2.5 12 6,000 1,300 1.20 0.20 8,600 480 1.20 0.20 7,400 1,600 1.20 0.20
o 20 5,700 1,100 1.00 0.10 6,300 350 1.00 0.10 6,200 1,300 1.00 0.10
@3 8 6,200 1,600 1.50 0.30 8,700 610 1.50 0.30 8,000 1,900 1.60 0.30
o 12 6,000 1,500 1.50 0.25 8,000 560 1.50 0.25 7,500 1,800 1.50 0.25
16 5,800 1,400 1.50 0.20 7,300 510 1.50 0.20 7,000 1,700 1.50 0.20
20 5600 1,300 1.50 0.20 6,400 440 1.50 0.20 6,300 1,800 1.50 0.20
o 25 5,400 1,200 1.50 0.15 5,500 370 1.50 0.15 5,600 1,400 1.50 0.15
30 5,200 1,100 1.50 0.10 4,500 290 1.50 0.10 4,800 1,200 1.50 0.10
o 40 4,800 960 1.50 0.10 2,700 160 1.50 0.10 3,500 840 1.50 0.10
a4 12 5,000 1,400 2.00 0.35 7,000 520 2.00 0.35 5,800 1,500 2.00 0.35
” 16 4,900 1,400 2.00 0.30 6,500 480 2.00 0.30 5,500 1,400 2.00 0.30
18 4,800 1,400 2.00 0.30 6,300 470 2.00 0.30 5,400 1,400 2.00 0.30
o 20 4,800 1,400 2.00 0.30 6,000 440 2.00 0.30 5,100 1,300 2.00 0.30
25 4,700 1,300 2.00 0.25 5,600 410 2.00 0.25 4,900 1,300 2.00 0.25
30 4,500 1,300 2.00 0.20 4,700 340 2.00 0.20 4,400 1,100 2.00 0.20
o 35 4,300 1,300 2.00 0.20 4,200 300 2.00 0.20 4,100 1,100 2.00 0.20
40 4,200 1,300 2.00 0.10 3,600 250 2.00 0.10 3,600 960 2.00 0.10
o 50 3,900 1,200 2.00 0.10 2,400 160 2.00 0.10 2,900 780 2.00 0.10
@5 16 3,400 1,200 2.50 0.50 5,800 470 2.50 0.50 4,000 1,200 2.50 0.50
o 35 3,200 1,100 2.50 0.30 3,900 260 2.50 0.30 2,900 910 2.50 0.30
36 35 2,400 960 3.00 0.40 2,600 240 3.00 0.40 1,900 760 3.00 0.40
" 50 2,200 890 3.00 0.30 1,900 170 3.00 0.30 1,700 670 3.00 0.30
60 2,000 800 3.00 0.20 1,000 90 3.00 0.20 1,500 600 3.00 0.20
Slotting Side Milling
Depth of Cut +Ap : Axial Depth < - Ap ¢ Axial Depth 53
. D : Outside Diameter D +Ae : Radial Depth =

www.jitools.co.kr ‘ 19



20

| 2MEM

«RPM :rev./min  «Feed : mm/min
Material Carbon Steels Alloy Steels Aluminum
) Ae Ae Ap Ae
I?i:rtr'lsclectj:r AL ey Axial Depth  Radial Depth L) Sl Axial Depth  Radial Depth U e Axial Depth  Radial Depth
21 12,900 125 0.15 0.07 11,400 90 0.15 0.07 43,000 510 0.15 0.07
21.5 8,600 125 0.75 0.11 7,700 90 0.75 0.11 29,000 580 0.75 0.11
@2 6,500 125 1.00 0.14 5,800 110 1.00 0.14 22,000 650 1.00 0.14
@25 5,100 150 1.25 0.18 4,600 110 1.25 0.18 17,200 680 1.25 0.18
23 4,300 170 1.50 0.45 3,800 120 1.50 0.45 14,300 720 1.50 0.45
g4 3,200 200 3.00 0.60 2,900 120 3.00 0.60 10,700 750 3.00 0.60
@5 2,600 210 3.75 0.75 2,300 135 3.75 0.75 8,600 775 375 0.75
@6 2,200 220 4.50 0.90 1,900 150 4.50 0.90 7,200 790 4.50 0.90
@8 1,600 200 6.00 1.20 1,400 145 6.00 1.20 5,400 700 6.00 1.20
210 1,300 180 7.50 1.50 1,200 145 7.50 1.50 4,300 650 7.50 1.50
g12 1,100 170 9.00 1.80 1,000 135 9.00 1.80 3,600 610 9.00 1.80
I 3MEM «RPM :rev./min  «Feed : mm/min
Material Carbon Steels Alloy Steels Aluminum
. Ae Ae Ap Ae
ggﬁg; A e Axial Depth  Radial Depth A fdy Axial Depth  Radial Depth A =y Axial Depth  Radial Depth
21 13,674 141 0.15 0.07 12,084 101 0.15 0.07 45,580 566 0.15 0.07
21.5 9,116 141 0.75 0.11 8,162 101 0.75 0.11 30,740 644 0.75 0.11
@2 6,890 141 1.00 0.14 6,148 123 1.00 0.14 23,320 722 1.00 0.14
@2.5 5,406 170 1.25 0.18 4,876 123 1.25 0.18 18,232 769 1.25 0.18
@3 4,558 192 1.50 0.45 4,028 134 1.50 0.45 15,158 799 1.50 0.45
24 3,392 226 3.00 0.60 3,074 134 3.00 0.60 11,342 833 3.00 0.60
@6 2,332 249 4.50 0.90 2,014 168 4.50 0.90 7,632 877 4.50 0.90
I 4MEM «RPM :rev./min «Feed : mm/min
Material Carbon Steels Alloy Steels Prehardened Steels
. Ae Ae Ap Ae
ggﬁg; A e Axial Depth  Radial Depth A ey Axial Depth  Radial Depth R =dy Axial Depth  Radial Depth
21 14,084 153 0.15 0.07 12,483 107 0.15 0.07 46,583 594 0.15 0.07
21.5 9,389 1563 0.75 0.11 8,431 107 0.75 0.11 31,416 676 0.75 0.11
@2 7,097 153 1.00 0.14 6,351 131 1.00 0.14 23,833 758 1.00 0.14
@2.5 5,568 183 1.25 0.18 5,037 131 1.25 0.18 18,633 808 1.25 0.18
@3 4,695 207 1.50 0.45 4,161 142 1.50 0.45 15,491 839 1.50 0.45
24 3,494 244 3.00 0.60 3,175 142 3.00 0.60 11,692 874 3.00 0.60
@6 2,402 268 4.50 0.90 2,080 178 4.50 0.90 7,800 921 4.50 0.90
@8 2,509 258 6.00 1.20 1,957 156 6.00 1.20 6,006 889 6.00 1.20
210 1,720 234 7.50 1.50 1,342 133 7.50 1.50 4,625 826 7.50 1.50
@12 1,279 210 9.00 1.80 998 116 9.00 1.80 3,561 744 9.00 1.80
Ae
D Ap
B T @1~1.2=0.15D
Depth of Cut 2p  21-29=0. Ap @15~35=05D

@3 ~ =0.15D

2 @4 ~=0.75D

«+ The edge of the flute precisely grinded. If you want to measure the tool, and to avoid damaging on the flutes, use non-contact measuring method.
+ When entering the tool to the workpiece, enter the tool from outside to the workpiece.
« Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.
+ If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.
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