OI3%, ABS, 59, d=0|5 S HIH, HZL O|A 18 HED
4|

w ME 1 Flute End Mills
! LF al
n 4 L R
220 1L EFIO 2 7 UhB0| S45101 U, U134 TIAMS] HE 2
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Endmills for Acryl, A.B.S, Aluminum, non-ferrous and
non-metallic materials
o L ‘ » Excellent chip removing by a helix 1flute design.
Optimum for cut-off and wall machining.
+ Excellent wear resistance by applying fine WC grade.

<D
F—D*

300 CUTTING Condition D Size D Tolerance Condition D Size D Tolerance
: Helix Angle DATA J— 20.2~6 +0~-0.01mm J——— 26 -0.005 ~ -0.015mm
J 28~ 12 +0 ~-0.015mm 28~12 -0.01 ~ -0.025mm

SharpEdge  500P okl : mm

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 40 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 08 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 4 9 | 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 1.4 40 4 1MEM 080 250 S08 8 25 75 8
1MEM 007 021 S04 0.7 21 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 4 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 27 40 4 1MEM 100410510 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 35 45 6 1MEM 120510 512 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 1.5 4 45 | 6

1MEM 015 060 S06 1.5 6 50 6

1MEM 015 080 S06 1.5 8 50 6

1MEM 015 100 S06 1.5 10 50 6

1MEM 015 120 S06 1.5 12 50 | 6 n
1MEM 020 060 S06 2 6 50 6 %
1MEM 020 080 S06 2 8 50 6 »
1MEM 020 100 S06 2 10 50 6 ]
1MEM 020 120 S06 2 12 50 | 6 t
1MEM 020 140 S06 2 14 55 6

1MEM 020 160 S06 2 16 60 | 6

1MEM 025 080 S06 2.5 8 50 6

1MEM 025 100 S06 2.5 10 50 | 6

1MEM 025 120 S06 2.5 12 50 | 6

1MEM 025 160 S06 2.5 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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* RPM : rev./min « Feed : mm/min

Ay Az Mz FRGY (WYY 373/3%
Material Mild steels / Free cutting steel Structural steel / Carbon Steels /Gray cast iron Tool steels / Mold steels
HP/SM SS/SC/FC SCM/HPM
ZE Hardness -200HB ~30HRc 30~ 40HRc

g A Ae A Ae A Ae

ggari\l?sr L — Axial gepth Radial Depth Ll — Axial gepth Radial Depth = - Axial [F))epth Radial Depth
R0O.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
R0O.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

EEE] 0.1XR %_L/\,/

Depth of Cut N
|-Ae | 0.2XR

© Y7IEY ZU2 2L TIR0|H 3E 7154 BM42t FeedE 10% UP AIFFHAI2.

* RO.50[5} A Z2 HAZR210| Feed HLFSH ARSI At 22 FHAIL.

© Y7 EMRA2 YD 22|0|BR M 7ISA| 7kS BY, 718 S, A 7|H|of et 2A4HE 2 gL
« HE7|H9 31 2

2|
[=]
&L HES A0 = 2lM S0t 01E £ 8 Z2 HIEZ 201 ALt

* 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.

| IMEM / IREM

+ RPM : rev./min « Feed : mm/min

T T28% 24 /3R

| ABS £:4| / of3 & ABS resin / Acrylic Structural steel / Carbon Steels /Gray cast iron
Material SS/SC/FC
9| outside Diameter RPM FEED Ap (Axial Depth) RPM FEED Ap (Axial Depth)
21 32,000 2,000 2.5 23,000 1,300 2.5
22 32,000 2,200 5 23,000 1,500 5
23 25,000 2,400 7.5 18,000 1,700 7.5
a4 20,000 2,400 10 15,000 1,800 10
25 15,000 2,200 12.5 12,000 1,800 12.5
26 13,500 2,300 15 10,000 1,800 15
28 10,000 2,400 20 7,800 1,900 20
210 8,000 2,400 25 6,000 2,000 25
212 7,000 2,200 30 5,000 1,900 30
D
EVIES T
Depth of Cut 25D
7
o 2 20| HUGHAH HAE|0] AFLICE THES TS| ol 7531 HIYE UAC 2 ZH FHUAIR

ST LAl TAY oA 2R SHIAIR.
© 7| EAZAZ A0 22I0|B2 M IIEA| 71S WY, TS S, A8 7|A 0f W 2AHE QUSLICE

ZUBTLI|A|O| 2 ABS S5 2USH7{LLH B A AY0| LYY I AHS S0t 015 S5 HoH0] 2Y SHHAlL.

—= T
* 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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