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2 Flutes Taper Neck Ball End Mills for Graphite
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2TGB 010003 200
2TGB 010003 300
2TGB 010 003 400
2TGB 010010 250
2TGB 010010350
2TGB 010010500
2TGB 015003 300
2TGB 015 003 400
2TGB 015003 500
2TGB 015010 300
2TGB 015010500
2TGB 015010600
2TGB 020 003 400
2TGB 020 003 500
2TGB 020 003 700
2TGB 020 010 600
2TGB 020010900
2TGB 030003 700
2TGB 030010900
2TGB 040 003 700
2TGB 040010800
2TGB 050 003 800
2TGB 060 003 1000
2TGB 060 010 1000
2TGB 080010 1000
2TGB 100010 830
2TGB 1200101100

5~2 5R

36R

O | curting

I 4l £ ocal

25 £A/1E& Hjo|

J2to|E(£9), HRc48 ol5te| 1A =%
FH S CiYst oMY 715

ALTIN E'_Ecs'; 2 8310] HAIA{S0| Ao, L0t 0| 4=3HL|C}
dgaoz Lisiol 2le S#7130] B Sot 7h30l 7K AEeLICt
02t 22782 S Aelolo] Chst B 2EHE 3 2Yo| mAy Fojo|
Hg0| 7h53LCt

Endmills for various work materials, graphite, hardened
steels(HRc~48), pre-hardened steels, tool steels and cast irons

+ Excellent performance with low cutting force by ALTIN coating.
+ Long flute length optimized for deep-side wall machining of graphite.
+ Applied fine WC grade optimized for various non-ferrous and

non-metallic work materials.

Condition D Size D Tolerance Condition D Size D Tolerance
@D #@d 21~12 +0 ~ -0.01mm J— 23~12 -0.005 ~ -0.015mm
212.1~25 -0.01 ~-0.02mm
o9l : mm
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2TGB Cutting Condition 3TBD + RPM rev./min - Feed : mm/min

M Material £9 Graphite A Material £9 Graphite
o= o=z
3 REE  mnge  pm  FEmp | AP Ae Y Eee Andle  pev FEED AP Ae
adius Length 6 Axial Depth  Radial Depth Radius Length 0 Axial Depth  Radial Depth
RO.5 20 0°30 18,000 300 0.20 0.20 RO.5 20 0°30 18,900 360 0.20 0.20
” 30 0°30 17,100 285 0.18 0.18 ” 30 0°30 17,955 342 0.18 0.18
” 40 0°30 16,245 271 0.16 0.16 ” 40 0°30 17,057 325 0.16 0.16
” 25 1° 16,740 279 0.20 0.20 ” 25 1° 17,577 335 0.20 0.20
” 35 1° 15,903 265 0.18 0.18 ” 35 1° 16,698 318 0.18 0.18
” 50 1° 15,108 252 0.16 0.16 ” 50 1° 15,863 302 0.16 0.16
R0.75 30 0°30 17,000 320 0.30 0.30 R0.75 30 0°30 17,850 384 0.30 0.30
” 40 0°30 16,150 304 0.28 0.28 ” 40 0°30 16,958 365 0.28 0.28
” 50 0°30 15,343 289 0.26 0.26 ” 50 0°30 16,110 347 0.26 0.26
” 30 1° 15,300 288 0.30 0.30 ” 40 1° 16,065 346 0.30 0.30
” 50 1° 14,229 268 0.28 0.28 ” 50 1° 14,940 321 0.28 0.28
” 60 1° 13,233 249 0.26 0.26 ” 60 1° 13,895 299 0.26 0.26
R1 40 0°30 16,500 600 0.40 0.40 R1 40 0°30 17,325 720 0.40 0.40
” 50 0°30 14,850 540 0.36 0.36 ” 50 0°30 15,593 648 0.36 0.36
” 70 0°30 13,365 486 0.32 0.32 ” 60 0°30 14,702 559 0.32 0.32
” 60 1° 12,029 437 0.36 0.36 ” 50 1° 14,524 588 0.36 0.36
” 90 1° 10,224 372 0.32 0.32 ” 60 1° 12,630 525 0.32 0.32
R2 70 0°30 13,500 1,600 0.80 0.80 ” 70 1° 11,367 472 0.19 0.19
” 80 1° 12,825 1,520 0.76 0.76 R2 80 0°30 13,466 1,824 0.80 0.80
R3 100 0°30 11,000 2,200 1.20 1.20 ” 100 1° 12,120 1,642 0.76 0.76
” 100 1° 10,780 2,156 1.20 1.20
R5 83 0°30 9,600 2,250 2.00 2.00
R6 110 0°30 7,500 2,300 2.40 2.40
b o 0 o
Depth of Cut 02D ilk/ Depth of Cut 02D il/k/
_Ae | 020 _Ae | 0.0
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In case of long effective length, reduce the RPM and feed by 20% or less.

If the effective length of your tool does not show above the table, use the shorten effevtive length of parameter and reduce the parameters
in the same proportion.

If there is no parameter for the angle of your tool, refer to the previous angle, and adjust compare to it.

Adjust the value of the feed and Ap based on the effective length and taper angle, and adjust the milling condition.

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

In case of workpiece and machine do not have enough rigidity and make vibration, reduce the RPM and feed in same proportion.
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