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6 Flutes 45°Long Shank End Mills for Graphite

°5 = N
6 45° A HEY & EAIIZE E 47 HEY

e

Jz2tmol E (59), HRC50 0[3te] 3=, Z2[5tEE, 3+,
ZAUE Cis I 712

ALTIN ZE2 285101 HA2(310| 001, Loh2 50| Q4L
2102 MABH0], 242 Z871B0| B2 B9 7k30] 7Ky Aataiict,
D[2i% 22832 Aedsiol HReS0 Ofstel Ciesst g2 2te) mAty
ool 80| 7F53Lc

Endmill for various work materials, graphite, hardened

steel (HRc~50), pre-hardened steel, tool steel and cast iron.
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 alloy steels applications,
below HRc50.
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5 6GEM 060300110
m 6GEM 080400 110 8 40 110 8

6GEM 100 500 120 10 50 120 10

6GEM 100 500 150 10 50 150 10

6GEM 120 600 130 12 60 130 12

6GEM 120 600 160 12 60 160 12

6GEM 160 900 160 16 90 160 16

6GEM 160 900 200 16 90 200 16

6GEM 160 900 250 16 90 250 16

6GEM 200 1000 200 20 100 200 20

6GEM 200 1000 250 20 100 250 20

6GEM 200 1000 320 20 100 320 20

164 | < woos



ZGEM / 4GEM / EGEM Cutting Condition - RPM  rev./min - Feed : mm/mmin

2GEM 4GEM 6GEM
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e &9 Graphite £49 Graphite &4 Graphite
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. p Ae Ap Ae Ap Ae
Doig}rs\ggr RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth
21 8,000 160 1.00 0.10 - - 1.00 0.10 - - 1.00 0.10
a2 8,000 250 2.00 0.20 - - 2.00 0.20 - - 2.00 0.20
23 8,000 380 3.00 0.30 8,000 430 3.00 0.30 - - 3.00 0.30
a4 8,000 510 4.00 0.40 8,000 570 4.00 0.40 - - 4.00 0.40
a5 8,000 640 5.00 0.50 8,000 720 5.00 0.50 - - 5.00 0.50
26 8,000 770 6.00 0.60 8,000 860 6.00 0.60 8,000 960 6.00 0.60
28 8,000 1,000 8.00 0.80 8,000 1,100 8.00 0.80 8,000 1,300 8.00 0.80
210 8,000 1,250 10.00 1.00 8,000 1,400 10.00 1.00 8,000 1,600 10.00 1.00
212 8,000 1,500 12.00 1.20 7,000 1,400 12.00 1.20 7,000 1,600 12.00 1.20
216 8,000 1,600 16.00 1.60 7,000 1,500 16.00 1.60 7,000 1,800 16.00 1.60
220 8,000 1,600 20.00 2.00 7,000 1,500 20.00 2.00 7,000 1,800 20.00 2.00
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If the effective length is long, reduce the RPM and feed in the same proportion.

The edge of the flute precisely grinded. If you want to measure the tool, and to avoid damaging on the flutes, use non-contac measuring method.
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 5um).

For graphite milling, air blow method is recommended.

ZDCR / 4DCR Cutting Condition * RPM :rev./min « Feed : mm/min
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2DCR 4DCR
LM Material £9 Graphite E9 Graphite
o3 Ap Ae Ap Ae
[())igrtnsgeer RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth
20.2 40,000 100 0.06 0.06 - - - -
204 40,000 200 0.12 0.12 = i = i
20.5 40,000 300 0.15 0.15 - - - -
20.6 40,000 400 0.18 0.18 - - - -
20.8 40,000 500 0.24 0.24 - - - -
21 40,000 900 0.30 0.30 - - - -
22 36,000 900 0.60 0.60 40,000 2,800 0.60 0.60
23 32,000 1,300 0.90 0.90 40,000 3,150 0.90 0.90
24 26,000 1,500 1.20 1.20 40,000 3,500 1.2 1.2
a5 24,000 1,100 1.50 1.50 - - - -
26 21,000 1,100 1.80 1.80 40,000 5,600 1.8 1.8
28 - - - - 32,000 5,600 24 24
210 - - - - 26,000 5,700 3.0 3.0
212 - - - - 21,000 5,500 3.6 3.6
216 - - - - 15,800 5,500 4.8 4.8
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Depth of Cut ’ Inclined Cutting
o RE0| 7 ZR0il= 3|40} 0|EE = E 2|TH20% O[SHE SO0 WAL * Ifthe effective length is long, reduce the RPM and feed in the same proportion.
o HAMAIEHO| AR BOH Y2 0|5 PITCHE A3 oA, + For curved milling, set up the lower value of the pitch than the corner radius
o I HAA| OFHAO| £ LYO| A T =5 Z|C 50%7HA] UP SHRAA|L. value of tool diameter.
o B HAA| 0| TR [HH| Ae 22 A SHAIAIQ. * For curved mi'IIi.ng, raise up the feed up to 50%'in sftable milling cons:lition,
o O] A ZATE HAIZZ40| 27 £ QULICH Al 7H2A| 742 84, + For groove milling, set up the Ae value by considering of corner radius value.

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

+ Use the adequate coolant for work material and machining geometry and note
for heat and ignition.
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Your specials are our standards.
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