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Endmills for Acryl, A.B.S, Aluminum, non-ferrous and non-
metallic materials.

Excellent chip removing by a helix 1flute design.

Optimum for cut-off and wall machining.

Excellent wear resistance by applying fine WC grade.

D Size D Tolerance
202~5 +0 ~ -0.01mm
26~10 -0.01 ~ -0.025mm

el mm

savdod

1MEM 002 004 S04 4 1TMEM 050 130 S06 5 6
1MEM 002 005 S04 4 1MEM 050 200 S06 5 6
1MEM 003 006 S04 0.3 0.6 40 4 1MEM 050 250 S06 5 25 60 6
1MEM 003 009 S04 0.3 09 40 4 TMEM 050 300 S06 5 30 75 6
1MEM 004 008 S04 0.4 08 40 4 1MEM 060 150 S06 6 15 60 6
1MEM 004 012 S04 0.4 1.2 40 4 1MEM 060 200 S06 6 20 60 6
1MEM 005 010 S04 0.5 1 40 4 1MEM 060 250 S06 6 25 60 6
1MEM 005 015 S04 0.5 1.5 40 4 1MEM 060 300 S06 6 30 70 6
1MEM 006 012 S04 0.6 1.2 40 4 1MEM 060 410 S06 6 4 90 6
1MEM 006 018 S04 0.6 1.8 | 40 4 1MEM 080 190 S08 8 19 70 8
1MEM 007 014 S04 0.7 1.4 40 4 1MEM 080 250 S08 8 25 75 8
1MEM 007 021 S04 0.7 21 40 4 1MEM 080 300 S08 8 30 80 8
1MEM 008 016 S04 0.8 1.6 | 40 4 1MEM 080 410 SO8 8 41 90 8
1MEM 008 024 S04 0.8 24 40 4 1TMEM 100 220 S10 10 22 75 10
1MEM 009 018 S04 0.9 1.8 40 4 1MEM 100 300 S10 10 30 80 10
1MEM 009 027 S04 0.9 27 40 4 1MEM 100410S10 10 41 100 10
1MEM 010 025 S06 1 25 45 6 TMEM 120 260 S12 12 26 75 12
1MEM 010 030 S06 1 3 45 6 1MEM 120 350 S12 12 35 90 12
1MEM 010 035 S06 1 35 45 6 1MEM 120510 S12 12 51 110 12
1TMEM 010 045 S06 1 45 45 6
1MEM 010 060 S06 1 6 50 6
1MEM 010 070 S06 1 7 50 6
1MEM 012 030 S06 1.2 3 45 6
1MEM 012 050 S06 1.2 5 45 6
1MEM 012 060 S06 1.2 6 50 6
1MEM 015 040 S06 1.5 4 45 6
1MEM 015 060 S06 1.5 6 50 6
1MEM 015 080 S06 1.5 8 50 6
1MEM 015 100 S06 1.5 10 50 6
1MEM 015 120 S06 1.5 12 50 6
1MEM 020 060 S06 2 6 50 6
1MEM 020 080 S06 2 8 50 6
1MEM 020 100 S06 2 10 50 6
1MEM 020 120 S06 2 12 50 6
1MEM 020 140 S06 2 14 55 6
1MEM 020 160 S06 2 16 60 6

New 1MEM 025 080 S06 2.5 8 50 6

New 1MEM 025 100 S06 2.5 10 | 50 6

New TMEM 025 120 S06 2.5 12 50 6

New 1MEM 025 160 S06 2.5 16 60 6
1MEM 030 080 S06 3 8 50 6
1MEM 030 120 S06 3 12 50 6
1MEM 030 150 S06 3 15 | 50 6
1TMEM 030 200 S06 3 20 60 6
1MEM 030 250 S06 3 25 70 6
1TMEM 040 100 S06 4 10 | 50 6
1MEM 040 150 S06 4 15 50 6
1MEM 040 200 S06 4 20 60 6
1MEM 040 250 S06 4 25 70 6
1MEM 040 300 S06 4 30 75 6
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1 IMEM / IREM R —

A Materid 013 Acrylic 3% Alloy Steels
Q| outside Diameter RPM FEED Ap (Axial Depth) RPM FEED Ap (Axial Depth)
21 32,000 2,000 2.5 23,000 1,300 2.5
22 32,000 2,200 5 23,000 1,500 5
23 25,000 2,400 7.5 18,000 1,700 7.5
24 20,000 2,400 10 15,000 1,800 10
a5 15,000 2,200 12.5 12,000 1,800 12.5
26 13,500 2,300 15 10,000 1,800 15
28 10,000 2,400 20 7,800 1,900 20
210 8,000 2,400 25 6,000 2,000 25
212 7,000 2,200 30 5,000 1,900 30
D
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* 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.
* When entering the tool to the workpiece, enter the tool from outside to the workpiece.

* 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.

I 3MRE « RPM : rev./min « Feed : mm/min
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T|A Material ABS /MC Nylon Acrylic/Polyaetal Polycabonate
o3 #EY A Ae A Ae A Ae
I?igrtﬁiedtgr Eg?]‘éttive RPM FEED  pial gepth Radial Depth RPM FEED ol Igepth Radial Depth RPM FEED  pal Igepth Radial Depth
21 10 6,360 560 0.30 0.03 10,812 264 0.30 0.03 8,250 1,568 0.30 0.03
” 15 6,360 560 0.30 0.02 9,328 172 0.30 0.02 7,360 1,120 0.30 0.02
” 20 6,360 560 0.30 0.01 8,056 103 0.30 0.01 6,750 840 0.30 0.01
21.5 10 6,360 851 0.50 0.05 10,812 370 0.50 0.05 7,950 1,568 0.50 0.05
” 15 6,360 818 0.50 0.03 9,328 280 0.50 0.03 7,102 1,120 0.50 0.03
” 20 6,254 784 0.50 0.02 8,056 202 0.50 0.02 6,466 840 0.50 0.02
22 10 6,330 1,100 1.00 0.10 10,339 471 1.00 0.10 8,124 1,795 1.00 0.10
” 15 6,225 1,043 1.00 0.05 9,284 404 1.00 0.05 7,491 1,571 1.00 0.05
” 20 6,014 999 1.00 0.03 8,440 337 1.00 0.03 6,858 1,346 1.00 0.03
” 25 5,908 954 1.00 0.03 7,596 281 1.00 0.03 6,330 1,234 1.00 0.03
23 20 5,863 1,466 1.50 0.20 6,701 496 1.50 0.20 6,596 2,030 1.50 0.20
” 30 5,444 1,241 1.50 0.10 4,712 327 1.50 0.10 5,026 1,354 1.50 0.10
24 20 5026 1,579 2.00 0.30 6,282 496 2.00 0.30 5,340 1,466 2.00 0.30
” 30 4,712 1,466 2.00 0.20 4,921 384 2.00 0.20 4,607 1,241 2.00 0.20
26 30 3,186 1,224 3.00 0.40 3,451 306 3.00 0.40 2,522 969 3.00 0.40
” 40 2,791 1,093 3.00 0.30 2,411 209 3.00 0.30 2,157 823 3.00 0.30
28 40 2,568 1,028 4.00 0.50 2,218 196 4.00 0.50 1,984 774 4.00 0.50
” 50 1,977 863 4.00 0.40 1,708 165 4.00 0.40 1,528 650 4.00 0.40
210 50 1,740 803 5.00 0.60 1,503 153 5.00 0.60 1,345 604 5.00 0.60
” 60 1,305 337 5.00 0.50 1,127 64 5.00 0.50 1,008 254 5.00 0.50
212 60 1,109 307 6.00 0.60 958 59 6.00 0.60 857 231 6.00 0.60
. Side Milling
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* 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.
* When entering the tool to the workpiece, enter the tool from outside to the workpiece.

* 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).
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Your specials are our standards.
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