savdod

ILE

2 Flutes Micro Long End Mills
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2MLE 002 010 SO3
2MLE 002 015 S03
2MLE 002 020 S03
2MLE 003 010 S03
2MLE 003 015 S03
2MLE 003 018 SO3
2MLE 003 020 S03
2MLE 003 025 S03
2MLE 003 030 SO3
2MLE 003 040 S03
2MLE 004 012 S03
2MLE 004 020 S03
2MLE 004 030 S03
2MLE 004 040 S03
2MLE 004 050 S03
2MLE 005015 S03
2MLE 005 020 S03
2MLE 005 030 S03
2MLE 005 040 S03
2MLE 005 050 S03
2MLE 005 060 S03
2MLE 005 080 S03
2MLE 005 100 S03
2MLE 006 030 S03
2MLE 006 060 SO3
2MLE 006 080 S03
2MLE 006 100 SO3
2MLE 007 030 S03
2MLE 007 070 S03
2MLE 007 100 SO3
2MLE 007 120 SO3
2MLE 008 040 S03
2MLE 008 080 S03
2MLE 008 100 S03
2MLE 008 120 S03
2MLE 009 040 S03
2MLE 009 060 S03
2MLE 009 080 S03
2MLE 009 100 S03
2MLE 010 050 S03
2MLE 010 050 S04
2MLE 010 100 S03
2MLE 010 100 S04
2MLE 010 150 SO3
2MLE 010 150 S04
2MLE 010 200 S03
2MLE 010 200 S04
2MLE 010 250 S03
2MLE 010 250 S04
2MLE 010 300 SO3
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3 2MLE 010 300 S04 4

3 2MLE 010 350 S04 100 4

0.2 0.4 40 3 2MLE 010 400 S04 1 5 40 100 4
0.3 1 - |45 | 3 2MLE 015 100 SO3 1.5 10 - |80 |3
0.3 1 15 45 3 2MLE 015 100 S04 1.5 10 - 8 4
0.3 1.8 - 45 3 2MLE 015 150 S03 1.5 10 15 80 3
0.3 1 2 45 3 2MLE 015 150 S04 1.5 10 | 15 80 4
0.3 1 125 |45 |3 2MLE 015 200 S03 1.5 10 20 80 3
0.3 1 3 45 3 2MLE 015 200 S04 1.5 10 20 80 | 4
0.3 1 4 45 | 3 2MLE 015 250 S03 1.5 10 25 80 3
0.4 1.2 - 45 3 2MLE 015 250 S04 1.5 10 | 25 80 4
0.4 2 - |45 3 2MLE 015 300 S03 [ES) 10 30 80 3
0.4 1.2 3 45 3 2MLE 015 300 S04 1.5 10 | 30 80 4
0.4 1.2 4 45 3 2MLE 015 350 S04 1.5 10 | 35 100 4
0.4 1.2 5 45 3 2MLE 015 400 S04 1.5 10 40 100 | 4
0.5 1.5 - 5 @ 3 2MLE 020 100 SO3 2 10 - 8 3
0.5 2 - 50 3 2MLE 020 100 S04 2 10 - 180 4
0.5 15| 3 |50 |3 2MLE 020 150 S03 2 10 15 80 3
0.5 1.5 4 5 3 2MLE 020 150 S04 2 10 | 15 80 4
0.5 1.5 5 5 3 2MLE 020 200 S03 2 10 20 80 3
0.5 15 6 50 3 2MLE 020 200 S04 2 10 20 80 | 4
0.5 15| 8 [50 |3 2MLE 020 250 S03 2 10 25 80 3
0.5 1.5 10 50 3 2MLE 020 250 S04 2 10 | 25 80 4
0.6 3 - |50 |3 2MLE 020 300 S03 2 10 30 80 3
0.6 3 6 50 3 2MLE 020 300 S04 2 10 30 80 | 4
0.6 3 8 50 3 2MLE 020 350 S03 2 10 35 80 3
0.6 3 10 50 3 2MLE 020 350 S04 2 10 | 35 100 4
0.7 3 - |50 |3 2MLE 020 400 S03 2 10 40 80 3
0.7 3 7 50 3 2MLE 020 400 S04 2 10 | 40 100 4
0.7 3 10 50 3 2MLE 025 100 S03 2.5 10 - |80 |3
0.7 3 12 50 3 2MLE 025 150 S03 2.5 15 - 18 3
0.8 4 - |50 |3 2MLE 025 200 S03 2.5 15 20 80 3
0.8 4 8 50 3 2MLE 030 100 060 3 10 - 60 3
0.8 4 10 50 3 2MLE 030 200 080 B 20 - 8 3
0.8 4 |12 50 3 2MLE 030 200 100 3 20 - 100 3
0.9 4 - |50 |3 2MLE 030200 120 3 20 - 120 3
0.9 4 6 50 3 2MLE 030 150 S06 3 15 - 100 6
0.9 4 8 50 3 2MLE 030 200 S06 3 15 1 20 100 6
0.9 4 |10 50 3 2MLE 030 250 S06 3 15 25 100 6
1 5 - 8 3 2MLE 030 300 S06 3 15 1 30 100 6
1 5 - 8 4 2MLE 040 200 080 4 20 - 8 4

1 5 10 80 3 2MLE 040 200 100 4 20 - 100 4
1 5 10 80 4 2MLE 040 200 130 4 20 - 130 4
1 5 |15 |80 |3 2MLE 040 200 S06 4 20 - 100 6
1 5 15 80 4 2MLE 040 250 S06 4 20 25 100 6
1 5 20 80 3 2MLE 040 300 S06 4 20 30 100 6
1 5 20 8 4 2MLE 040 400 S06 4 20 40 120 6

1 5 25 80 3 2MLE 050 200 S06 5 20 - 100 6
1 5 25 80 4 2MLE 050 300 100 5 30 - 100 5
1 5 30 80 3 2MLE 050 300 120 5 30 - 120 5
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Endmills for Acryl, A.B.S, Aluminum, non-ferrous and non-
metallic materials.

Minimize chattering by even run-out and tolerance control.

Long flute helps chip control in deep groove machining.

Reinforced edge design for preventing edge chipping.

Excellent wear resistance by applying fine WC grade.

D Size D Tolerance
20.2~5 +0~-0.01mm
26~12 -0.01 ~ -0.025mm
-0.015 ~ -0.03mm
el mm
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/ 2 Flutes Micro Long End Mills
, | |
BMLE ;s mmzav

o2l mm

2MLE 060 250 080 6 25 - 80 6
2MLE 060 300 080 6 30 - 80 6
2MLE 060 400 100 6 40 - 100 6
2MLE 060 400 120 6 40 - 120 6
2MLE 060 400 150 6 40 - 150 6
2MLE 080 300 080 8 30 - 80 8
2MLE 080 350 090 8 3% - 9 8
2MLE 080 400 100 8 40 - 100 8
2MLE 080 450 120 8 45 - 120 8
2MLE 080 450 150 8 45 - 150 8
2MLE 100 300 080 10 30 | - 80 10
2MLE 100 350 090 10 35 | - |9 |10
2MLE 100 400 100 10 40 - 100 | 10
2MLE 100 500 120 10 50 - 120 10
2MLE 100 500 150 10 50 | - 150 10
2MLE 120 300 090 12 30 - 90 12
2MLE 120 400 100 12 40 - 100 12
2MLE 120500 110 12 50 - 110 12
2MLE 120550 130 12 55 | - 1130 12
2MLE 120 550 150 12 55 - 150 12
2MLE 160 700 160 16 70 - 160 16
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I ZMLB « RPM : rev./min « Feed : mm/min I ZMLE + RPM : rev./min « Feed : mm/min

T4 Materid ABS=2l/ Acrylic L4 Materid ABS=2l/ Acrylic
'3 Radius RPM FEED Axiaﬁ\ gepth Radi?l%epth 243 Outside Diamete RPM FEED Axi;LI\ I':))epth Radigil))epth
RO.1 37,000 50 0.06 0.14 20.2 50,000 100 0.2 0.2
RO.2 37,000 100 0.12 0.28 20.4 50,000 200 0.4 0.4
RO.3 37,000 140 0.18 0.42 20.5 50,000 240 0.5 0.5
R0.4 37,000 190 0.24 0.56 20.6 40,000 240 0.6 0.6
RO.5 32,000 210 0.30 0.7 20.8 30,000 240 0.8 0.8
R1 16,000 210 0.60 1.4 g1 24,000 240 1 1
R1.5 11,000 210 0.90 2.1 a2 12,000 240 2 2
R2 8,200 210 1.20 2.8 23 8,000 240 3 3
R2.5 6,000 250 1.50 3.5 a4 6,000 240 4 4
R3 5,500 250 1.80 4.2 25 4,800 240 5 5
R4 4,100 280 2.40 5.6 26 4,000 260 6 6
R5 3,200 280 3.00 7.0 28 3,000 260 8 8
R6 2,700 330 3.60 8.4 210 3,000 260 10 10
R8 2,200 330 4.80 11.2 212 2,000 260 12 12
216 1,400 260 16 16
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If the effective length is long, reduce the RPM and feed in the same

proportion. nes

Use this table for your reference. Adjust the parameters depending on * The edge of the flute precisely grinded. If you want to measure the tool,
your machining geometry, machining purpose and CNC. and to avoid damaging on the flutes, use non-contact measuring method.
If the table over the maximum RPM and feed of your machine, adjust * Ifthe effective length is long, reduce the RPM and feed in the same

RPM and feed in the same proportion. proportion.

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.
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Use this table for your reference. Adjust the parameters depending on

[ ZMBE / 3MBE m 3MBES RPMIIFEEDS 10% Up 28.
B Raise up the RPM and feed by 10% for 3MBE. PV reu i« Feod s

Ay EtAZ ECr ma5E
Material Carbon Steels Alloy Steels Prehardened Steels
3 Ap Ae Ap Ae Ap Ae
%ga?ﬁsr i i Axial Depth Radial Depth bl i Axial Depth Radial Depth By = Axial Depth Radial Depth
RO.2 36,000 630 0.02 0.04 34,200 520 0.02 0.04 33,174 400 0.02 0.04
RO.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
2y 0.1XR %_L/\,/
Depth of Cut |
|-Ae | 02XR

A7) A 2242 25 7|Z0/0 3 71BA| 812449} FeedS 10% UP AAZAIAIL,
RO.5 0[5 HE2 & an AZ 0| Feed ELIEA A2IGHY M2t 22 FHAIR.

0| WAt ZBE 24 2200) 31 43| QUL A JKBAI 73 BY, 713 B3, 148 7o) w2} 224847 2% SHLC,
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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.
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Your specials are our standards.
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