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2 Flutes G-TAC Coated Rib End Mills for Non-Ferrous Metal
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2DRE 001 003 S04
2DRE 001 005 S04
2DRE 002 005 S04
2DRE 002010 S04
2DRE 002 015 S04
2DRE 002 020 S04
2DRE 003010 S04
2DRE 003 015 S04
2DRE 003 020 S04
2DRE 004010 S04
2DRE 004 020 S04
2DRE 004 030 S04
2DRE 004 040 S04
2DRE 004 050 S04
2DRE 005 020 S04
2DRE 005 040 S04
2DRE 005 060 S04
2DRE 005 080 S04
2DRE 005 100 S04
2DRE 006 020 S04
2DRE 006 040 S04
2DRE 006 060 S04
2DRE 006 080 S04
2DRE 006 100 S04
2DRE 008 020 S04
2DRE 008 040 S04
2DRE 008 060 S04
2DRE 008 080 S04
2DRE 008 100 S04
2DRE 008 120 S04
2DRE 010 040 S04
2DRE 010060 S04
2DRE 010 080 S04
2DRE 010 100 S04
2DRE 010 120 S04
2DRE 010 160 S04
2DRE 015 060 S04
2DRE 015 080 S04
2DRE 015 100 S04
2DRE 015 120 S04
2DRE 015 160 S04
2DRE 015 200 S04
2DRE 020 060 S04
2DRE 020 080 S04
2DRE 020 100 S04
2DRE 020 120 S04
2DRE 020 160 S04
2DRE 020 200 S04
2DRE 030 120 S06
2DRE 030 160 S06
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Endmills for Aluminum, Aluminum alloy, copper,
copper alloy, CFRP, glass/carbon fiber, nonterrous and
non-metallic materials.

Tetrabond TAC coating provides excellent work surface finish by
high hardness and low friction.

Reinforced edge design for preventing edge chipping.

High precise edge tolerance.

D Size D Tolerance
+0 ~ -0.005mm
+0~-0.01mm

-0.01 ~ -0.025mm

358P ool mm

2DRE 030 200 S06 3 6
2DRE 030 250 S06 3 4.5 6
2DRE 030 300 S06 3 4.5 30 70 6
2DRE 030 400 S06 8 45 40 80 6
2DRE 040 120 S06 4 6 12 50 6
2DRE 040 160 S06 4 6 16 |60 6
2DRE 040 200 S06 4 6 20 60 6
2DRE 040 250 S06 4 6 25 65 6
2DRE 040 300 S06 4 6 30 |70 6
2DRE 040 400 S06 4 6 40 80 6
2DRE 050 200 S06 5 6 20 60 6
2DRE 050 400 S06 5 6 40 80 6
2DRE 060 200 S06 6 8 20 60 6
2DRE 060 300 S06 6 8 30 9 6
2DRE 080 200 S08 8 12 120 70 8
2DRE 100 250 S10 10 15 25 80 10
2DRE 120300 S12 12 18 30 80 |12
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| ZDRE / 3DRE Cutting Condition

+ RPM : rev./min « Feed : mm/min
CgmusEAN YR0EUIZE /COAY Eadg /583 583
DA Materid Aluminum Alloy Expanding Material Aluminum Alloys Casting / Die Casting C’\gsggf/s:\lllljlgqullgR/P Copper Allloy
A7075 Si13% AZ91/ AZ80A / C1100 C1100
YIRS 187k YIS 1Lk YIS k)
Regular Milling High Speed Milling Regular Milling High Speed Milling Regular Milling High Speed Milling
Q| outside Diameter RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
20.5 28,800 160 45,000 500 28,800 160 45,000 450 28,800 140 45,000 410
20.6 28,800 180 45,000 590 28,800 180 45,000 540 28,800 160 45,000 500
20.8 28,800 200 45,000 770 28,800 200 45,000 720 26,100 180 45,000 590
21 28,800 200 45,000 900 28,800 200 45,000 960 20,700 200 37,800 630
21.2 28,800 210 45,000 1,100 28,800 210 45,000 1,000 17,100 200 32,400 630
21.5 28,800 250 45,000 1,400 28,800 250 45,000 1,100 14,000 200 26,600 630
a2 28,800 400 45,000 1,800 28,800 380 45,000 1,100 13,000 200 25,200 680
225 22,500 540 43,200 1,900 22,500 540 27,900 1,100 8,600 230 18,000 680
23 18,900 630 36,000 1,900 18,900 630 23,400 1,100 7,200 230 15,300 680
a4 14,000 650 29,700 2,000 14,000 650 18,000 1,200 5,400 250 12,600 720
25 11,300 680 27,900 2,500 11,300 680 17,280 1,500 4,300 270 11,300 860
26 9,500 750 23,400 2,500 9,500 750 14,310 1,500 3,600 280 9,500 900
28 7,200 800 17,550 2,600 7,200 800 10,800 1,600 2,600 270 7,100 900
210 5,700 900 13,950 2,900 5,700 900 8,640 1,700 2,100 330 5,700 1,000
212 4,800 950 11,700 2,900 4,800 950 7,200 1,700 1,800 350 4,800 1,000
ZDAA Ap Ae Ap Ap Ap Ap Ap Ae Ap Ae Ap Ap
Side Cutting 1.5D 0.1D 1D 0.1D 1.5D 0.1D 1D 0.1D 1.5D 0.1D 1D 0.05D
SHA Ap Ap Ap Ap Ap Ap
Slotting 0.3D {2 1¢0.5D 0.15D 0.3D {2 1¢0.5D 0.15D 0.3D (2 1¢0.5D 0.1D
.,Aie,
Moy
Depth of Cut IAP % o
I ZDLE Cuttlng Condltlon « RPM : rev./min « Feed : mm/min
o oomosEEN YRNEHIZE /ClOAAY Eadg /583 582
M Materid Aluminum Alloy Expanding Material Aluminum Alloys Casting / Die Casting Cl\g;ggletllhr)r;A/IIggR/P Copper Allloy
A7075 Si13% AZ91 / AZ80A / C1100 C1100
2r}3 24713 Qi3 24713 Qi3 24713
Regular Milling High Speed Milling Regular Milling High Speed Milling Regular Milling High Speed Milling
Q|A outside Diameter RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
20.1 32,000 35 45,000 120 32,000 35 45,000 120 32,000 35 45,000 100
20.3 32,000 60 45,000 300 32,000 60 45,000 300 32,000 60 45,000 210
20.5 28,800 90 45,000 500 28,800 90 45,000 500 28,800 90 45,000 390
20.8 28,800 120 45,000 700 28,800 130 45,000 700 23,000 110 45,000 500
21 28,800 170 45,000 900 28,800 170 45,000 900 20,700 125 37,800 630
21.5 28,800 230 40,500 1,100 28,800 230 40,500 1,100 14,000 130 26,700 630
a2 23,000 270 30,600 1,100 23,000 270 30,600 1,100 10,400 135 21,600 675
23 15,300 460 20,700 1,100 15,300 460 20,700 1,100 7,200 200 15,300 675
24 11,300 470 15,300 1,100 11,300 470 15,300 1,100 5,400 210 11,700 675
25 9,000 490 12,200 1,100 9,000 490 12,200 1,100 4,300 225 9,000 675
26 7,700 540 10,000 1,100 7,700 540 10,000 1,100 3,600 225 7,200 675
28 6,000 600 8,200 1,200 6,000 600 8,200 1,200 2,600 300 5,900 720
210 4,500 650 6,000 1,400 4,500 650 6,000 1,400 2,100 300 4,300 800
212 3,100 690 4,500 1,500 3,100 690 4,500 1,500 1,600 320 3,200 850
ZO{HA Ap Ae Ap Ap Ap Ap Ap Ae Ap Ae Ap Ae
Side Cutting 1.2D 0.1D 1D 0.1D 1.2D 0.1D 1D 0.1D 1D 0.1D 1D 0.05D
ral Ap Ap Ap Ap Ap Ap
Slotting 0.3D 0.15D 0.3D 0.15D 0.3D 0.1D
Ae
-
Moy
Depth of Cut IAP . a2
o & BO0| YUSHA HAIE|] QUFLICE THES TISH | QI5] 7HSOHH HIME WA 2 Y SIHIAIR.
¢ 0|4 2B W20 BT 2 UL A7KBA IR B k8 23, 5g Al et 220 22 g
. ZZEI} 70| Aef AS 258 23 3 AL} 61 2 2 SH40] IS T ATS SE9f 0 AT BIEIHOZ 23 SN2,
 FE0| 21 240| 32 B7|7) A8 2% BLIC (5105t AH8A HE 1%1_ 2] 5um0|L 2.)
« OoEZ, EAR, QUDAE FHUES —?—L;HI! US Z oI 7+SAl] LBt Lt0f| 2| SHUAIR

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.
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 5m).
Air blow or mist coolant is recommended and note for chip emission, heat, or ignition.
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Your specials are our standards.
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