%EM 4 Flutes High Speed 45°Helix End Mills
ox |
o 147138 45 4L AEY
1FEZ(HR50~62), Z2|SIEZAE Y UISUES

T T et
+ 227 2Y(Si) H2I510f LDt 50|24k
. _IZ-IDI _n_il- Z‘IQ.OE iZ'Iﬂl 7|~.n_()-|| Z-!%ul-%uﬂ_ltl-
NS 242 H2el0] IR AES 245 SIRALIC

15y hs . 45° o“E_'A A0 2 M50 T4, 10|14 7HZ0f| ZBHEHL|CY, E
a g»:%j * 3 . Z0[I% 2Z32(0.2m) S HE, DAHA| H0jct A5 WL X
L L + Endmills for pre-hardened and hardened steel (HRc50~62) E
hs + Good wear resistance by Si-based PVD coating. m
Ya| Dm? 5 + High precise edge tolerance. J,
I i + Reinforced edge design for preventing edge chipping. g
.#,\ L + 45°degree helix design for high speed, feed condition.
+ Outstanding performance at high speed machining by ultra fine
(0.2um) WC grade.

D Size D Tolerance

. - o - 21~5 +0 ~-0.01mm

0 0.0 01-0.0: 015 2914~25  -0.015~-0.03mm

21~5 26~12 ©214~25 ShleIdEdge 310P CHel: mm

4HEM 010 025 S06 6
4HEM 010 035 S06 3.5 6
4HEM 010 050 S06 1 5 45 6
4HEM 012 030 S06 1.2 3 40 6
4HEM 015 040 S06 1.5 4 40 6
4HEM 015 060 S06 1.5 6 40 6
4HEM 015 080 S06 1.5 8 45 6
4HEM 020 050 S06 2 5 40 6
4HEM 020 080 S06 2 8 45 6
4HEM 020 100 S06 2 10 50 6
4HEM 030 080 S06 3 8 45 6
4HEM 030 120 S06 3 12 50 6
4HEM 030 150 S06 3 15 55 6
4HEM 040 110 S06 4 " 45 6
4HEM 040 160 S06 4 16 55 6
4HEM 040 200 S06 4 20 60 6
4HEM 050 130 S06 5 13 50 6
4HEM 050 180 S06 5 18 60 6
4HEM 050 250 S06 5 25 70 6
4HEM 060 130 S06 6 13 50 6
4HEM 060 200 S06 6 20 60 6
4HEM 060 250 S06 6 25 70 6
4HEM 080 200 S08 8 20 60 8
4HEM 080 250 S08 8 25 70 8
4HEM 080 300 S08 8 30 75 8
4HEM 080 400 S08 8 40 90 8
4HEM 100 220 S10 10 22 70 10
4HEM 100 300 S10 10 30 80 10
4HEM 100 400 S10 10 40 90 10
4HEM 100 500 S10 10 50 100 | 10
4HEM 120 260 S12 12 26 75 12
4HEM 120400 S12 12 40 90 12
4HEM 120 500 S12 12 50 100 | 12
4HEM 120 600 S12 12 60 110 | 12
4HEM 140 300 S14 14 30 80 14
4HEM 140 500 S14 14 50 110 | 14
4HEM 160 350 S16 16 35 90 16
4HEM 160 500 S16 16 50 110 | 16
4HEM 160 650 S16 16 65 120 | 16
4HEM 200 400 S20 20 40 100 | 20
4HEM 200 500 S20 20 50 110 | 20
4HEM 200 700 S20 20 70 130 | 20
4HEM 250 800 S25 25 80 160 | 25
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i 4 HEM / 6 & 8HEM B 6&8EM2 RPM S, FEEDRF 2/ 50% Up Z&.
B Use the same RPM and raise up the feed up to 50% for 6&8HEM. « RPM : rev./min « Feed : mm/min

ZHEY  Side Cutting

JAHY EEE 133 1337 1337
Material Alloy Steel Hardened Steels Hardened Steels Hardened Steels
4 Hardness 30 ~40HRC 40 ~ 50HRC 50 ~55HRC 55 ~60HRC

oA Ap Ae Ap Ae Ap Ae Ap Ae

Outside RPM FEED Axial  Radial RPM FEED Axial  Radial RPM FEED Axial  Radial RPM FEED Axial  Radial

Diameter Depth  Depth Depth  Depth Depth  Depth Depth  Depth
21 40,000 1,200 1.5 0.05 | 45,000 1,100 1.5 0.05 | 40,000 770 0.5 0.03 | 38,000 308 0.5 0.06
21.5 40,000 1,500 | 2.25 0.075 | 40,000 1,250 = 2.25 0.075 | 38,500 875 0.75 0.045| 35,600 350 0.75 0.24
a2 40,000 2,000 3 0.1 | 38,000 1,800 3 0.1 | 36,500 1,260 1 0.06 | 31,000 504 1 0.045
23 38,400 4,560 45 015 | 34,560 4,104 | 45 0.5 | 27,648 2,873 1.5 0.09 | 22,118 1,149 1.5 03
a4 28,800 5,280 6 0.2 | 25,920 4,752 6 0.2 | 20,736 3,326 2 0.12| 16,589 1,331 2 0.03
25 24,000 6,000 7.5 0.25 | 21,600 5,400 7.5 0.25 17,280 3,780 2.5 0.15] 13,824 1,512 25 0.09
26 19,200 6,960 9 0.3 | 17,280 6,264 9 0.3 | 13,824 4,385 3 0.18| 11,059 1,754 3 012
28 14,400 6,960 12 0.4 | 12,960 6,264 12 0.4 | 10,368 4,385 4 0.24| 8,294 1,754 4 075
210 11,520 6,960 15 0.5 | 10,368 6,264 15 0.5 8,294 4,385 5 0.3| 6,636 1,754 5 06
212 9,600 5,760 18 0.6 8,640 5,184 18 0.6 6,912 3,629 6 0.36| 5,530 1,452 6 048
216 7,200 4,320 24 0.8 6,480 3,888 24 0.8 5,184 2,722 8 0.48| 4,147 1,089 8 0.36
220 5,760 3,480 30 1 5,184 3,132 30 1 4,147 2,192 10 0.6 | 3,318 877 10 0.15
225 5,150 3,120 | 37.5 1.25 4,635 2,808 | 37.5 1.25 3,708 2,246 12.5 0.75| 2,966 899 125 0.18

0.05D 0.03D
ENE
Depth of Cut ~50HRC 1.5D 50HRC ~ 0.5D

« & 20| YU HAEIO QUSLICE THES TI5H| ol 7HSTHH HIHE WAL 2 2 SHUAIR.

© 7| ZUBE 4L 7IE0|H, 6&8EA| 2/ RASIL MEE= QR Al £ LHOfIA Z{TH 50%7E2| UP SiFHA2.
+ HRC62 0| 1Z =2 7HSA| 62HRC 2210| Z2 217 ThH| 47| 24 2219 20% DOWN SiFHAIR.

© SEYO| ZA AHEYA 2/ IES Z2 HIZZ DOWN SiFHAIL.

o O EA ZABE BN A1 £RIYULILE ¥ 7HEAI 718 Y, 718 34, A8 7|Aof wef 2A4HE oY gLch

© ZUBILI|AQ 2) ATS L5 2SI H U A AL0| LAY I ATS L9 0SS =S HIYHOZ 2Y SR
* OjojE 2, AR, QUNAEZHUESZHSHH, S A 7SI 7HSAQ] LSt LEi0f S| SHYAIR

* 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.

* The parameters on the table is based on 4flutes. For using 6 or 8flutes, use the same RPM and raise up the feed up to 50% in stable milling
condition.

* When milling workpiece, HRC over 60 hardened steel , reduce 20% of the RPM and feed compared to the same diameter.

* 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.

* Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.
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Your specials are our standards.
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