Y | 2 Flutes Micro Long End Mills
EMLE 57350z

Of3%, ABS, ¢, 20| S H|H, HISS DA 1 dcd
TS 20t SR 2 B S 2|0} SIASLICH

H2 DA 715 21 23S AHESH0 71:50] S0[5HH, 2B &0] S&LCE
QM BHE BYSH SRS 2|40} SHRASLC.

0|2zt 2 FeaS =S LHot= 40| S5LIC

Todo=

,_
.

| Endmills for Acryl, A.B.S, Aluminum, non-ferrous
ﬁ@ hs and non-metallic materials

Minimize chattering by short flute design.

Excellent tool rigidity by short flute design at high speed,
L feed machining.

Reinforced edge design for preventing edge chipping.
Excellent wear resistance by applying fine WC grade.

w . Condition D Size D Tolerance Condition D Size D Tolerance
CUTTING 0.2~ 6 +0~-0.01Tmm 23~6 -0.005 ~ -0.015mm
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Order Number Diameter  Length Effectie Overal Shank Order Number Diameter  Lergth Eifectie Overal Shank

D L1 L2 L d D L1 L2 L d
2MLE 002 010 S03 0.2 04 1 40 | 3 2MLE 010 300 S04 1 5 30 80 4
2MLE 002 015 S03 0.2 04 15 40 3 2MLE 010 350 S04 1 5 35 100 4
2MLE 002 020 S03 0.2 04 2 40 3 2MLE 010 400 S04 1 5 40 (100 4
2MLE 003010 S03 0.3 1 - 45 3 2MLE 015 100 S03 1.5 10 - 80 3
2MLE 003 015 S03 0.3 1 1.5 45 3 2MLE 015 100 S04 1.5 10 - 80 4
2MLE 003018 S03 0.3 1.8 - |45 | 3 2MLE 015 150 S03 1.5 10 15 80 3
2MLE 003 020 S03 0.3 1 2 45 3 2MLE 015 150 S04 1.5 10 15 80 4
2MLE 003 025 S03 0.3 1 125|145 3 2MLE 015 200 S03 1.5 10 20 80 3
2MLE 003 030 S03 0.3 1 3 45 3 2MLE 015 200 S04 1.5 10 1 20 80 4
2MLE 003 040 S03 0.3 1 4 45 3 2MLE 015 250 S03 1.5 10 25 80 3
2MLE 004 012 S03 0.4 1.2 - 45 3 2MLE 015 250 S04 1.5 10 25 80 4
2MLE 004 020 S03 0.4 2 - |45 |3 2MLE 015 300 S03 1.5 10 30 80 3
2MLE 004 030 S03 0.4 1.2 3 45 3 2MLE 015 300 S04 1.5 10 1 30 80 4
2MLE 004 040 S03 0.4 1.2 4 45 3 2MLE 015 350 S04 1.5 10 35 100 4
2MLE 004 050 S03 0.4 1.2 5 45 3 2MLE 015 400 S04 1.5 10 1 40 100 4
2MLE 005015 S03 0.5 1.5 - 50 | 3 2MLE 020 100 S03 2 10 - 180 3
2MLE 005 020 S03 0.5 2 - 50 3 2MLE 020 100 S04 2 10 - 180 4
2MLE 005 030 S03 0.5 1.5 3 50 | 3 2MLE 020 150 S03 2 10 15 80 @ 3
2MLE 005 040 S03 0.5 1.5 4 50 3 2MLE 020 150 S04 2 10 15 80 4
2MLE 005 050 S03 0.5 15/ 5 50 | 3 2MLE 020 200 S03 2 10 20 80 3
2MLE 005 060 S03 0.5 1.5 6 50 3 2MLE 020 200 S04 2 10 20 80 | 4
2MLE 005 080 S03 0.5 1.5 8 50 3 2MLE 020 250 S03 2 10 25 80 3
2MLE 005 100 S03 0.5 1.5 10 50 3 2MLE 020 250 S04 2 10 25 80 4
2MLE 006 030 S03 0.6 3 - 5 3 2MLE 020 300 S03 2 10 30 80 3
2MLE 006 060 S03 0.6 3 6 50 3 2MLE 020 300 S04 2 10 1 30 80 4
2MLE 006 080 S03 0.6 3 8 50 3 2MLE 020 350 S03 2 10 35 80 3
2MLE 006 100 S03 0.6 3 10 50 3 2MLE 020 350 S04 2 10 35 100 4
2MLE 007 030 S03 0.7 3 - 5 3 2MLE 020 400 S03 2 10 40 80 @3
2MLE 007 070 S03 0.7 3 7 50 3 2MLE 020 400 S04 2 10 1 40 100 4
2MLE 007 100 S03 0.7 3 10 50 3 2MLE 025 100 S03 2.5 0 - 803 m
2MLE 007 120 S03 0.7 3 12 50 3 2MLE 025 150 S03 2.5 15 - 180 3 %
2MLE 008 040 S03 0.8 4 - |50 3 2MLE 025 200 S03 2.5 15 120 80 3 »
2MLE 008 080 S03 0.8 4 8 50 3 2MLE 030 100 060 3 0 - 60 3 :m
2MLE 008 100 S03 0.8 4 10 50 3 2MLE 030 200 080 3 20 - 80 3 "
2MLE 008 120 S03 0.8 4 112 50 3 2MLE 030 200 100 3 20 - 100 3
2MLE 009 040 S03 0.9 4 - 50 3 2MLE 030200 120 3 20| - |120| 3
2MLE 009 060 S03 0.9 4 6 50 3 2MLE 030 150 S06 3 15 - 100 6
2MLE 009 080 S03 0.9 4 8 50 3 2MLE 030 200 S06 3 15 20 100 6
2MLE 009 100 S03 0.9 4 10 50 3 2MLE 030 250 S06 3 15 25 100 6
2MLE 010 050 S03 1 5 - 80 3 2MLE 030 300 S06 3 15 30 100 6
2MLE 010 050 S04 1 5 - 180 4 2MLE 040 200 080 4 20 - 80 4
2MLE 010 100 S03 1 5 10 80 3 2MLE 040 200 100 4 20 - 100 4
2MLE 010 100 S04 1 5 10 80 4 2MLE 040 200 130 4 20 - 130 4
2MLE 010 150 S03 1 5 15 80 3 2MLE 040 200 S06 4 20 - 100 6
2MLE 010 150 S04 1 5 15 8 4 2MLE 040 250 S06 4 20 25 100 | 6
2MLE 010 200 S03 1 5 20 80 3 2MLE 040 300 S06 4 20 30 100 6
2MLE 010 200 S04 1 5 20 80 4 2MLE 040 400 S06 4 20 40 120 6
2MLE 010 250 S03 1 5 25 80 3 2MLE 050 200 S06 5 20 - 100 6
2MLE 010 250 S04 1 5 25 80 4 2MLE 050 300 100 5 30 - 100 5
2MLE 010 300 S03 1 5 30 80 3 2MLE 050 300 120 5 30 - 120 5
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2MLE 060 250 080
2MLE 060 300 080
2MLE 060 400 100
2MLE 060 400 120
2MLE 060 400 150
2MLE 080 300 080
2MLE 080 350 090
2MLE 080 400 100
2MLE 080 450 120
2MLE 080 450 150
2MLE 100 300 080
2MLE 100 350 090
2MLE 100 400 100
2MLE 100 500 120
2MLE 100 500 150
2MLE 120 300 090
2MLE 120 400 100
2MLE 120500 110
2MLE 120550130
2MLE 120 550 150
2MLE 160 700 160

2 Flutes Micro Long End Mills
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TIMBE

« RPM : rev./min « Feed : mm/min

M Materid ABS#A| /0f3Z  ABSresin/ Acrylic 220|E52  Aluminum Alloys  AL7075
Q| outside Diameter RPM FEED Ap (Axial Depth) RPM FEED Ap (Axial Depth)
RO.5 41,600 2,200 2.5 29,900 1,430 2.5
R1 41,600 2,420 5 29,900 1,650 5
R1.5 32,500 2,640 7.5 23,400 1,870 7.5
R2 26,000 2,640 10 19,500 1,980 10
R2.5 19,500 2,420 12.5 15,600 1,980 12.5
R3 17,550 2,530 15 13,000 1,980 15
R4 17,000 2,640 20 12,500 2,090 20
RS 16,000 2,640 25 12,000 2,200 25
R6 14,000 2,420 30 10,000 2,090 30
R8 13,000 2,350 40 8,700 2,000 40
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Please be mindful of chip adhesion on the cutting edge.
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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.

2MLB

« RPM : rev./min « Feed : mm/min I ZMLE

+ RPM : rev./min « Feed : mm/min

DA Materid ABS#2] /OI3E  ABS resin/Acrylic OA3 Materid ABS 32| /0138 ABS resin / Acrylic
%3 Radius RPM FEED Axiz;;A gepth Radig%epth 24 Outside Diameter RPM FEED Axial.l\ gepth Radig%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 0.28 204 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

R0O.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 21 24,000 240 1 1

R1.5 11,000 210 0.90 2.1 22 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 24 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.

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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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.

If the effective length is long, reduce the RPM and feed in the same
proportion.

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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