Milling_: Erasen
millSEAVollhartmetallschaftfrasen

DIN 6527K 2-flute slotting end mills - DIN 6527 K 2-Schneiden VHM Langlochfraser

)/ 5501R302GM C LI

YK3O0F: Ultra-fine carbide grade / Ultrafeinkornhartmetall
' KMG303: nano TiAIN coated ultra-fine carbide / nano TiAIN beschichtetes Ultrafeinkornhartmetall

0.05-0.10
o DIN
HA

— i —
>
A ' DIN
y L A30 : 6527K
— A —
Dimension(mm) Teeth Application
Type Abmessungen Zahne Anwendung . M .
T
P dies) | d2me) | 12 i z Grade YK30F KMG303
5501R302GM-0300 3.00 6 4 50 2 [ )
5501R302GM-0400 4.00 6 5 54 2 [} °
5501R302GM-0500 5.00 6 6 54 2 [ ] ° .
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, o
5501R302GM-0600 6.00 6 7 54 2 [ ] [ ] L2 :%
5501R302GM-0800 8.00 8 9 58 2 ° o EE
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, o
5501R302GM-1000 10.00 10 1 66 2 [} ° -8 %
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, (0]
5501R302GM-1200 12.00 12 12 73 2 [ ] ° ) %
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, S
5501R302GM-1400 14.00 14 14 75 2 [ ] ° ol
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, —
5501R302GM-1600 16.00 16 16 82 2 [ ] ° 8 E
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, &
5501R302GM-1800 18.00 18 18 84 2 [ ) ° g IS
5501R302GM-2000 20.00 20 20 92 2 [ ] ) uc; g
Art. Group No. / Produktgruppe Nr. : 021140 021130
. . L . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstickstoff
™ CISE L) T Hardened steel - . Cast iron .
o Carbon | Aoy steel EIEE S - Geharteter Stahl Stainless | “Noqular | Copper | Aluminum | Titanium | Heat resist
steel A Verglteter Stahl steel : alloy
Kohlenstoff Legllicy Rostfreier R T cllay lliny 2lligy warmfeste
2 Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg L&
e ~40HRC | ~50HRC | ~60HRC | ~68HRC GGG 9
v v v v v v
. e - B 263
Code key B229 Cutting data | B387-414 Graphics identification & application ~ B230 Order form for non-standard products B497-498

ISO Kennzeichen Schnittdaten Graphische Werkzeug- & Anwendungsbeschr. Bestellformular fiirr Sonderwerkzeuge



Milling : Erdsen
millSEAVollhatmetallschaftfrasern

DIN 6527K 2-flute slotting end mills - DIN 6527 K 2-Schneiden VHM Langlochfraser

% | 5601R302GM C isLS

YK30F: Ultra-fine carbide grade / Ultrafeinkornhartmetall
—~  KMG303: nano TiAIN coated ultra-fine carbide / nano TiAIN beschichtetes Ultrafeinkornhartmetall

0.05-0.10 ]
450 a DIN
. 1 6535
J =

HB
o
'S
| DIN
| ] A 30° : 6527K
! o o o
Dimension(mm) Teeth Application
1.;{,7)9 Abmessungen Zéhne Anwendung . M -
di(es) | dz(he) l2 I z . YK30F KMG303
5601R302GM-0300 3.00 6 4 50 2 @) ®
5601R302GM-0400 4.00 6 5 54 2 @) o
5601R302GM-0500 5.00 6 6 54 2 O [
o 5601R302GM-0600 6.00 6 7 54 2 (@) o
w B 5601R302GM-0800 8.00 8 9 58 2 0 °
]
= :E, 5601R302GM-1000 10.00 10 11 66 2 O ([
'g .(c“ 5601R302GM-1200 12.00 12 12 73 2 O ([ J
o
o2 5601R302GM-1400 | 14.00 | 14 14 75 2 o °
g % 5601R302GM-1600 16.00 16 16 82 2 O [ J
8 E 5601R302GM-1800 18.00 | 18 18 84 2 o °
i) <£U 5601R302GM-2000 20.00 20 20 92 2 e} Y
8 g Art. Group No. / Produktgruppe Nr. : 021140 021130
. . T . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
™ Werkstiickstoff
8 Quenched and
Hardened steel - A Cast iron, A
(D Carbon Alloy steel temp_gred steel - Geharteter Stahl Sta|nle.ss Nodular Copper | Aluminum | Titanium Heat resist
steel Legierter Verguteter Stahl steel - S T alloy alloy alloy alloy
2 KOhSI?;rﬁtOﬁ Stahl Rosstt;ﬁ'er Grauguss |Kupfer Leg| Aluleg | Titan Leg wall'_n;feste
e ~40HRC | ~50HRC | ~60HRC | ~68HRC GGG 9
v v v v v v

@ Ex Stock / ab Lager O On demand / auf Anfrage

B264



DIN 6527L 2-lute slotting end mills - DIN 6527L 2-Schneiden VHM Langlochfraser

Sellic] Gartoiicls enel mills =

Milling : Erasen

\Vollhartmetallschaftfraser

YK30F: Ultra-fine carbide grade / Ultrafeinkornhartmetall

a%@ 5502R302GM

CLis

' KMG303: nano TiAIN coated ultra-fine carbide / nano TiAIN beschichtetes Ultrafeinkornhartmetall

0.05-0.10 ]
o DIN
HA
- " o~ -

S X 5 =
CoT A 30° 68271
I1 ” ” ”
Type i, T iy M @
P di(es) | da(he) l2 I z Ut YK30F KMG303
5502R302GM-0100 1.00 3 2 38 2 e) ®
5502R302GM-0150 1.50 3 & 38 2 e) °
5502R302GM-0200 2.00 6 6 57 2 e) ®
5502R302GM-0250 2.50 6 7 57 2 o) Y
5502R302GM-0280 2.80 6 7 57 2 0) ®
5502R302GM-0300 3.00 6 7 57 2 e) Y
5502R302GM-0350 3.50 6 7 57 2 o) Y
5502R302GM-0380 3.80 6 8 57 2 o) ®
5502R302GM-0400 4.00 6 8 57 2 e) Y
5502R302GM-0450 4.50 6 8 57 2 0) Y
5502R302GM-0480 4.80 6 8 57 2 e} Y
5502R302GM-0500 5.00 6 10 57 2 e) Y
5502R302GM-0550 5.50 6 10 57 2 0) ®
5502R302GM-0575 5.75 6 10 57 2 o) Y
5502R302GM-0600 6.00 6 10 57 2 o) ®
5502R302GM-0675 6.75 8 13 63 2 e) 0)
5502R302GM-0700 7.00 8 13 63 2 e) ®
5502R302GM-0750 7.50 8 16 63 2 0) ®
5502R302GM-0775 7.75 8 16 63 2 o) Py
5502R302GM-0800 8.00 8 16 63 2 @) Y
5502R302GM-0870 8.70 10 16 72 2 0] P
5502R302GM-0900 9.00 10 16 72 2 0) P
5502R302GM-0950 9.50 10 16 72 2 0
5502R302GM-1000 10.00 10 19 72 2 0) P
5502R302GM-1100 11.00 12 22 83 2 ®
5502R302GM-1170 11.70 12 22 83 2 0) ®
5502R302GM-1200 12.00 12 22 83 2 o Py
5502R302GM-1370 13.70 14 22 83 2 o) PS
5502R302GM-1400 14.00 14 22 83 2 e) PS
5502R302GM-1500 15.00 16 26 92 2 PS
5502R302GM-1570 15.70 16 26 92 2 o) PS
5502R302GM-1600 16.00 16 26 92 2 o) PS
5502R302GM-1700 17.00 18 26 92 2 o
5502R302GM-1800 18.00 18 26 92 2 O PS
5502R302GM-2000 20.00 20 32 104 2 e} PS
Art. Group No. / Produktgruppe Nr. : 021140 021130

Code key B229
ISO Kennzeichen

Cutting data | B387-414
Schnittdaten

Graphics identification & application

B230

Graphische Werkzeug- & Anwendungsbeschr.

Order form for non-standard products B497-498
Bestellformular fiirr Sonderwerkzeuge
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Milling : Erdsen
millSEAVollhatmetallschaftfraser

DIN 6527L 2-flute slotting end mills - DIN 652 7L 2-Schneiden VHM Langlochfraser
ap

7 5602R302GM C LI

YK3O0F: Ultra-fine carbide grade / Ultrafeinkornhartmetall
»  KMG303: nano TiAIN coated ultra-fine carbide / nano TiAIN beschichtetes Ultrafeinkornhartmetall

0.05-0.10 o
ﬁ ¥ 1 86535
HB
* i *

*

3 - | ‘
— o
] A30° ; o
I1 o~ o~ ”
Type Aimessungen’ Do | A ® m ®
Typ di(es) | da(he) I 0 z e YK30F KMG303
5602R302GM-0200 2.00 6 6 57 2 e) °
5602R302GM-0250 2.50 6 7 57 2 @) ®
5602R302GM-0280 2.80 6 7 57 2 o) °
5602R302GM-0300 3.00 6 7 57 2 ) °
. 5602R302GM-0350 3.50 6 7 57 2 o) °
Py 5602R302GM-0380 3.80 6 8 57 2 o °
== 5602R302GM-0400 4.00 6 8 57 2 o )
% }:S 5602R302GM-0450 4.50 6 8 57 2 o (3
© % 5602R302GM-0480 4.80 6 8 57 2 ) ®
S 5602R302GM-0500 5.00 6 10 57 2 O ®
S % 5602R302GM-0550 5.50 6 10 57 2 o °
T < 5602R302GM-0575 5.75 6 10 57 2 o) °
332 5602R302GM-0600 6.00 6 10 57 2 o °
5602R302GM-0675 6.75 8 13 63 2 ) o
5602R302GM-0700 7.00 8 13 63 2 ®) [
5602R302GM-0750 7.50 8 16 63 2 o ®
5602R302GM-0775 7.75 8 16 63 2 o ®
__ 5602R302GM-0800 8.00 8 16 63 2 o ()
5602R302GM-0870 8.70 10 16 72 2 o ®
5602R302GM-0900 9.00 10 16 72 2 o ®
5602R302GM-1000 10.00 10 19 72 2 0 ®
5602R302GM-1170 11.70 12 22 83 2 ) °
5602R302GM-1200 12.00 12 22 83 2 o) ®
5602R302GM-1370 13.70 14 22 83 2 ) ®
5602R302GM-1400 14.00 14 22 83 2 ) ®
5602R302GM-1570 15.70 16 26 92 2 ©) ®
5602R302GM-1600 16.00 16 26 92 2 o ®
5602R302GM-1800 18.00 18 26 92 2 o ()
5602R302GM-2000 20.00 20 32 104 2 o °
Art. Group No. / Produktgruppe Nr. : 021140 021130

@ Ex Stock / ab Lager O On demand / auf Anfrage

B266



Milling_: Erasen
millsEAVellhaitmetallschaftfraser

GM-2E

@ 2-flute flattened end mills with straight shank
2-Schneiden Eckfraser mit Zylinderschaft

@ N _ Sa A
'OH / 3[
, 0% LH
L
v[ 4-———— ™~ 70[ B
B~ i Coated H T
NS 4 D<12 0~-0.020
85; J TIAIN 1D 12<D 0~-0.030 65 L
— et . = J — e )
Dimension(mm) r
Type Abmessungen Teeth Geometry Grade
T Zahne Ausfi Sorte
yp 7 usfihrung
D d H L KMG 303
GM-2E-D1.0S 1.0 4 3 50 2 A °
GM-2E-D1.5S 1.5 4 4 50 2 A o
GM-2E-D2.0S 2.0 4 6 50 2 A .
GM-2E-D2.5S 25 4 8 50 2 A )
GM-2E-D3.0S 3.0 4 8 50 2 A .
GM-2E-D4.0S 4.0 4 11 50 2 B .
GM-2E-D1.0 1.0 6 3 50 2 A ° .
GM-2E-D1.5 15 6 4 50 2 A . * _%
GM-2E-D2.0 2.0 6 6 50 2 A . T E
=
GM-2E-D2.5 25 6 8 50 2 A ° ° =
GM-2E-D3.0 3.0 6 8 50 2 A . g &
GM-2E-D3.5 35 6 10 50 2 A . ie) %
Qa
GM-2E-D4.0 4.0 6 11 50 2 A . =
GM-2E-D4.5 45 6 11 50 2 A . oF
T Cc
GM-2E-D5.0 5.0 6 13 50 2 A ° ° %
GM-2E-D5.5 55 6 16 50 2 A . n >
GM-2E-D6.0 6.0 6 16 50 2 B °
GM-2E-D7.0 7.0 8 20 60 2 A .
GM-2E-D8.0 8.0 8 20 60 2 B .
GM-2E-D9.0 9.0 10 22 75 2 A )
GM-2E-D10.0 10.0 10 25 75 2 B °
GM-2E-D11.0 11.0 12 26 75 2 A °
GM-2E-D12.0 12.0 12 30 75 2 B °
GM-2E-D14.0 14.0 14 32 75 2 B o
GM-2E-D16.0 16.0 16 45 100 2 B °
GM-2E-D18.0 18.0 18 45 100 2 B )
GM-2E-D20.0 20.0 20 45 100 2 B .
. . L . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstickstoff
™ BN G Hardened steel - f Cast iron ;
o Carbon Alloy steel gl Sl Geharteter Stahl Sta'nlelss Nodular | Copper | Aluminum | Titanium Heat resist
steel a Vergiiteter Stahl steel : alloy
Kohlenstoff Lepgeiier Rostfreier GBS 172 alloy alloy alloy warmfeste
2 Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg L&
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v
. o - B 267
Code key = B231 Cutting data | B431-456 Graphics identification & application B232 Order form for non-standard products B497-B498

ISO Kennzeichen Schnittdaten Graphische Werkzeug- & Anwendungsbeschr. Bestellformular fir Sonderwerkzeuge
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Milling : Erdsen
millsEAVellhatmetallschaftfrasen

GM-2EL series for general machining - GM-2EL Serie fir allgemeine Bearbeitung

@ 2-flute flattened end mills with straight shank and long cutting edge
2-Schneiden Eckfraser mit langer Schneide und Zylinderschaft
[ [ SN
| ==y b i s oSS
10° H
F — =< .
H
L
5N e D12 0~-0.020
E ) mAly | )R @
— R —J — ) )
Dimension(mm) Grade
Type Abmessungen ggﬁ;’; Geometry Sorte
Typ Z Ausfihrung
D d H L KMG 303
GM-2EL-D3.0 3.0 6 12 75 2 A °
GM-2EL-D4.0 4.0 6 15 75 2 A o
GM-2EL-D5.0 5.0 6 20 75 2 A °
GM-2EL-D6.0 6.0 6 20 75 2 B [}
GM-2EL-D8.0 8.0 8 25 100 2 B °
GM-2EL-D10.0 10.0 10 30 100 2 B [}
GM-2EL-D12.0 12.0 12 35 100 2 B [}
GM-2EL-D14.0 14.0 14 40 100 2 B (]
GM-2EL-D16.0 16.0 16 50 150 2 B [ ]
GM-2EL-D20.0 20.0 20 55 150 2 B (]
. . L i v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstiickstoff
™ Blieneree anl Hardened steel - ] Cast iron .
) Carbon Alloy steel dimjpiee sl Geharteter Stahl Sta'nle.SS Nodular | Copper | Aluminum | Titanium | Heat resist
steel L Vergiiteter Stahl steel : alloy
Kohlenstoff Lepgleiizy Rostfreier Casdiog alloy alloy alloy warmfeste
2 Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg e
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v

@ Ex Stock / ab Lager O On demand / auf Anfrage

B268



Milling_: Erasen
millsEAVellhaitmetallschaftfraser

GM-2EX

. 2-flute flattened end mills with straight shank and very long cutting edge
2-Schneiden Eckfraser mit extra langer Schneide und Zylinderschaft u

e S s — LR
0°% H
L
= J s
H
g o D<12 0~-0.020
->>J TIAIN [o] % T 615 L
— — — S— S — -
Dimension(mm) Grade
Type Abmessungen g.(?ﬁth Geometry S
Typ aZne Ausfiihrung orte
D d H L KMG 303
GM-2EX-D3.0 3.0 6 20 75 2 A [¢)
GM-2EX-D4.0 4.0 6 25 75 2 A [¢)
GM-2EX-D5.0 5.0 6 30 75 2 A [¢)
GM-2EX-D6.0 6.0 6 30 75 2 B o
GM-2EX-D8.0 8.0 8 40 100 2 B o -
()
GM-2EX-D10.0 10.0 10 50 110 2 B o 2 2
=
GM-2EX-D12.0 12.0 12 50 110 2 B o E E
@©
GM-2EX-D16.0 16.0 16 70 150 2 B (e} g %
GM-2EX-D20.0 20.0 20 75 150 2 B e} [} g
oL
20
@®
€
o ®
S <
© 0o
wn >
. . L . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstiickstoff
™ ClLEneE A Hardened steel - . Cast iron .
o Carbon | Aoy steel EEHEEEe S o Geharteter Stahl Stainless | “Noqular | Copper | Aluminum | Titanium | Heat resist
steel a Vergiiteter Stahl steel : alloy
Kohlenstoff Lepgziizr Rostfreier GBS 172 alloy alloy alloy warmfeste
2 Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg L&
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v
. T, - B 269
Code key = B231 Cutting data | B431-456 Graphics identification & application B232 Order form for non-standard products B497-B498

ISO Kennzeichen Schnittdaten Graphische Werkzeug- & Anwendungsbeschr. Bestellformular fir Sonderwerkzeuge
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Milling : Erdsen

millsEAVellhartmetallschaftfrasen

GM-2EFP

. 2-flute end mills with straight shank and short cutting edge and long neck

2-Schneiden Eckfraser mit kurzer Schneide und Zylinderschaft

w©

o

d1

A

q

[
(O]
n
EQ
fas
=
(v ==
©
<
[8}
i
]
-
(0]
£
h=
©
=
o
>

H
M
L
TDKEdN tD D<12 0~-0.020 65
12<D 0~-0.030
— — ‘n, — F el ey
Dimension(mm) . Grade
Type Abmessungen Geometry }%ehtge S
T Ausfuhrun:
yp [¢]
D d H L d1 Z KMG 303
GM-2EFP-D6.0 6.0 6 9 30 5.8 75 2 )
GM-2EFP-D8.0 8.0 8 12 40 7.8 100 2 [}
GM-2EFP-D10.0 10.0 10 15 50 9.6 100 2 °
GM-2EFP-D12.0 12.0 12 18 50 11.5 100 2 [}
GM-2EFP-D16.0 16.0 16 24 50 15.5 150 2 e}
GM-2EFP-D20.0 20.0 20 30 60 19.5 150 2 o
. . L i v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstiickstoff
™ Blieneree anl Hardened steel - ; Cast iron A
) Carbon Alloy steel dimjpiee sl Geharteter Stahl Sta'nle.ss Nodular | Copper | Aluminum | Titanium | Heat resist
steel L Vergiiteter Stahl steel : alloy
Kohlenstoff Lepgleiizy Rostfreier Casdiog alloy alloy alloy warmfeste
Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg e
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v

@ Ex Stock / ab Lager

B270

O On demand / auf Anfrage




Milling_: Erasen
millsEAVellhaitmetallschaftfraser

GM-2F

@ 2-flute flattened end mills with straight shank
2-Schneiden Eckfraser mit Zylinderschaft

B Coated
= naN | Bwnm P
— — — S —— S -
Typ Ausfithrung
D d H L & KMG 303
GM-2F-D1.0S 1.0 4 3 50 2 A o)
GM-2F-D1.5S 1.5 4 4 50 2 A o
GM-2F-D2.0S 2.0 4 6 50 2 A o)
GM-2F-D2.5S 25 4 8 50 2 A o
GM-2F-D3.0S 3.0 4 8 50 2 A o
GM-2F-D4.0S 4.0 4 1 50 2 B o .
GM-2F-D1.0 1.0 6 3 50 2 A ) ” ®
GM-2F-D1.5 1.5 6 4 50 2 A o % jg
GM-2F-D2.0 2.0 6 6 50 2 A o = G
GM-2F-D2.5 25 6 8 50 2 A o So
GM-2F-D3.0 3.0 6 8 50 2 A o o 2
GM-2F-D3.5 35 6 10 50 2 A o 2 %
GM-2F-D4.0 4.0 6 11 50 2 A o o £
GM-2F-D4.5 45 6 1 50 2 A o (_é E
GM-2F-D5.0 5.0 6 13 50 2 A o) % %
GM-2F-D5.5 5.5 6 16 50 2 A o wn >
GM-2F-D6.0 6.0 6 16 50 2 B o
GM-2F-D7.0 7.0 8 20 60 2 A o
GM-2F-D8.0 8.0 8 20 60 2 B o
GM-2F-D9.0 9.0 10 22 75 2 A o
GM-2F-D10.0 10.0 10 25 75 2 B o
GM-2F-D11.0 11.0 12 26 75 2 A o
GM-2F-D12.0 12.0 12 30 75 2 B o
GM-2F-D14.0 14.0 14 32 75 2 B o
GM-2F-D16.0 16.0 16 45 100 2 B o
GM-2F-D18.0 18.0 18 45 100 2 B o
GM-2F-D20.0 20.0 20 45 100 2 B o
.. v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstickstoff
Quenched and .
8 Csat;bgln PI\_IL?y_ steel i?::ggtzirstsetz“ gaeLd;r?;grStSetng Stsa;gglelss CI\?gct!:Jrlg?' Copper | Aluminum | Titanium Heaat"(r)e;/sist
gierter : cast iron alloy alloy alloy
2 Kofélfanhsltoff Stahl Rossgrﬁller Grauguss |KupferLeg| Aluleg | Titan Leg walr_n;feste
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v
. o - B271
Code key = B231 Cutting data | B431-456 Graphics identification & application B232 Order form for non-standard products B497-B498

ISO Kennzeichen Schnittdaten Graphische Werkzeug- & Anwendungsbeschr. Bestellformular fir Sonderwerkzeuge
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Milling : Erdsen
millsEAVellhartmetallschaftfrasen

GM-2FL

2-Schneiden Eckfraser mit langer Schneide und Zylinderschaft

. 2-flute end mills with straight shank and long cutting edge and long neck

AT

Sl G
10° ¢ H
| L
ok — = .
- L H .
Coated
e D<12 0~-0.020
N 3 3 {ﬂB
12<D 0~-0.030
SN maiN | e P
Dimension(mm) Grade
Type Abmessungen ggﬁrt% Geometry Sorte
Typ 7 Ausfiihrung
D d H L KMG 303
GM-2FL-D3.0 3.0 6 12 75 2 A e}
GM-2FL-D4.0 4.0 6 15 75 2 A (e}
GM-2FL-D5.0 5.0 6 20 75 2 A [¢)
GM-2FL-D6.0 6.0 6 20 75 2 B o
GM-2FL-D8.0 8.0 8 25 100 2 B o
GM-2FL-D10.0 10.0 10 30 100 2 B o
GM-2FL-D12.0 12.0 12 35 100 2 B o
GM-2FL-D14.0 14.0 14 40 100 2 B o
GM-2FL-D16.0 16.0 16 50 150 2 B e}
GM-2FL-D20.0 20.0 20 55 150 2 B (e}
. . L i v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
Werkstuckstoff
Quenched and .
i Hardened steel - ] Cast iron, .
Carbon Alloy steel tempfzred sl Geharteter Stahl Sta'nle.SS Nodular Copper | Aluminum | Titanium Heat resist
steel L Vergiiteter Stahl steel : alloy
Kohlenstoff Lepgleiizy Rostfreier Casdiog alloy alloy alloy warmfeste
Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg Leg
~40HRC | ~50HRC | ~55HRC | ~68HRC GGG
v v v v v v

@ Ex Stock / ab Lager

O On demand / auf Anfrage




Milling_: Erasen
millsEAVellhaitmetallschaftfraser

@ 3-flute flattened end mills with straight shank
3-Schneiden Eckfraser mit Zylinderschaft
A
L
 rr—
B
4 E i Coated H
RS . D<12 0~-0.020
45/\ J TIAIN E 12<D 0~-0.030 g@ L
— il — e — — —
Dimension(mm) Grade
Type Abmessungen ggﬁrtg Geometry Cor e
Typ Z Ausfiihrung
D d H L KMG 303
GM-3E-D1.0S 1.0 4 3 50 3 A o
GM-3E-D1.5S 1.5 4 4 50 3 A o
GM-3E-D2.0S 2.0 4 6 50 3 A o
GM-3E-D2.5S 25 4 8 50 3 A o
GM-3E-D3.0S 3.0 4 8 50 3 A o
GM-3E-D4.0S 4.0 4 11 50 3 B o
GM-3E-D1.0 1.0 6 3 50 3 A o 6
N
GM-3E-D1.5 15 6 4 50 3 A o 2 ®
GM-3E-D2.0 20 6 6 50 3 A o S %
GM-3E-D2.5 25 6 8 50 3 A o g S
GM-3E-D3.0 3.0 6 8 50 3 A o o 2
GM-3E-D3.5 3.5 6 10 50 3 A o g %
GM-3E-D4.0 40 6 11 50 3 A o © E
GM-3E-D4.5 45 6 1 50 3 A o OF
T C
GM-3E-D5.0 5.0 6 13 50 3 A o ° %
GM-3E-D5.5 55 6 16 50 3 A o n >
GM-3E-D6.0 6.0 6 16 50 3 B o
GM-3E-D7.0 7.0 8 20 60 3 A o
GM-3E-D8.0 8.0 8 20 60 3 B l¢]
GM-3E-D9.0 9.0 10 22 75 3 A o
GM-3E-D10.0 10.0 10 25 75 3 B o
GM-3E-D11.0 11.0 12 26 75 3 A o
GM-3E-D12.0 12.0 12 30 75 3 B o
GM-3E-D14.0 14.0 14 32 75 3 B o
GM-3E-D16.0 16.0 16 45 100 3 B o
GM-3E-D18.0 18.0 18 45 100 3 B o
GM-3E-D20.0 20.0 20 45 100 3 B o
. ) R . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstickstoff
™ ClLEneE A Hardened steel - i Cast iron q
o Cetiien Alloy steel B E S - Geharteter Stahl Sta'nlelss Nodular | Copper | Aluminum | Titanium | Heatresist
steel 0 Vergiiteter Stahl steel ; alloy
Kohlenstoff Lepgeiier Rostfreier GBS 172 alloy alloy alloy warmfeste
2 Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg L&
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v
. o - B273
Code key = B231 Cutting data | B431-456 Graphics identification & application B232 Order form for non-standard products B497-B498

ISO Kennzeichen Schnittdaten Graphische Werkzeug- & Anwendungsbeschr. Bestellformular fir Sonderwerkzeuge
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Milling : Erdsen

millsEAVellhartmetallschaftfrasen

G303

X

B274

GM-3EL

. 3-flute end mills with straight shank and long cutting edge and long neck
3-Schneiden Eckfraser mit langer Schneide und Zylinderschaft

C L

(e i E—— <X R
] 10°_— H
X
L
A
] S
Coated H
EN oete D<12 0~--0.020 % L
i D
12<D 0~-0.030
O AN | ) R
Dimension(mm) Grade
Type Abmessungen ggﬁ;‘; Geometry Sorte
Typ 7 Ausfiihrung
D d H L KMG 303
GM-3EL-D3.0 3.0 6 12 75 3 A ¢}
GM-3EL-D4.0 4.0 6 15 75 3 A fe)
GM-3EL-D5.0 5.0 6 20 75 3 A e}
GM-3EL-D6.0 6.0 6 20 75 3 B (e}
GM-3EL-D8.0 8.0 8 25 100 3 B [¢)
GM-3EL-D10.0 10.0 10 30 100 3 B [¢)
GM-3EL-D12.0 12.0 12 35 100 3 B o
GM-3EL-D14.0 14.0 14 40 100 3 B o
GM-3EL-D16.0 16.0 16 50 150 3 B o
GM-3EL-D20.0 20.0 20 55 150 3 B (e}
. . L i v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
Werkstuckstoff
Quenched and .
i Hardened steel - ] Cast iron, .
Carbon Alloy steel tempfz il Geharteter Stahl Sta'nle.SS Nodular Copper | Aluminum | Titanium Heat resist
steel L Vergiiteter Stahl steel : alloy
Kohlenstoff Lepgleiizy Rostfreier Casdiog alloy alloy alloy warmfeste
Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg e
~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v

@ Ex Stock / ab Lager

O On demand / auf Anfrage




KMG303

DIN 6527K 3-flute slotting end mills -

Sellic] Gartoiicls enel mills =

Milling_: Erasen

\Vollhantmetallschaftfrasern

DIN 6527K 3-Schneiden VHM Langlochfraser

ap

w7 5501R303GM

YK3O0F: Ultra-fine carbide grade / Ultrafeinkornhartmetall
-~ KMG303: nano TiAIN coated ultra-fine carbide / nano TiAIN beschichtetes Ultrafeinkornhartmetall

C LS

0.05-0.10

= &) =

s
1O
A 30° : 6527K
-+ — -+
Type s i e Zinne | Anwondung ® &
Typ di(es) | da(he) l2 B z g YK30F KMG303
Sorte
5501R303GM-0300 3.00 6 4 50 3 O ®
5501R303GM-0400 4.00 6 5 54 3 O (]
5501R303GM-0500 5.00 6 6 54 3 O ®
5501R303GM-0600 6.00 6 7 54 3 O (]
5501R303GM-0800 8.00 8 9 58 3 O ®
5501R303GM-1000 10.00 10 11 66 3 @) ([
5501R303GM-1200 12.00 12 12 73 3 O ®
5501R303GM-1400 14.00 14 14 75 3 O ®
5501R303GM-1600 16.00 16 16 82 3 O ®
5501R303GM-1800 18.00 18 18 84 3 @) ()
5501R303GM-2000 20.00 20 20 92 3 e} Y
Art. Group No. / Produktgruppe Nr. : 021140 021130

@ Material Overview - Material Ubersicht

v = Very suitable - Sehr empfohlen

v = Suitable - Empfohlen
Workpiece material
Werkstuckstoff
Quenched and .
. Hardened steel - . Cast iron, .
S Alloy steel temp_(_a el SEE Geharteter Stahl Sta'nlelss Nodular Copper | Aluminum | Titanium sk e
steel a Vergiiteter Stahl steel : alloy
Kohlenstoff Legllicy Rostfreier R T allay lliny 2lligy warmfeste
Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg e
~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v
. C - B275
Code key B229 Cutting data | B387-414 Graphics identification & application =~ B230 Order form for non-standard products B497-498

ISO Kennzeichen

Schnittdaten

Graphische Werkzeug- & Anwendungsbeschr.

Bestellformular fiirr Sonderwerkzeuge
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Milling]:

Erasen

millSEAVollhatmetallschaftfraser

DIN 6527K 3-fute slotting end mills - DIN 6527 K 3-Schneiden VHM Langlochfraser

ap

w7 9601R303GM

YK3O0F: Ultra-fine carbide grade / Ultrafeinkornhartmetall

CLis

= KMG303: nano TiAIN coated ultra-fine carbide / nano TiAIN beschichtetes Ultrafeinkornhartmetall
S
0.05-0.10
[ = ) =2 -
A 30° 6527k
J J J
Type FHEy Zahne | Anendung ® v ®
e di(es) | dz(he) [ [ z s YK30F KMG303
2 1 Sorte
5601R303GM-0300 3.00 6 4 50 3 O ([
5601R303GM-0400 4.00 6 5 54 8 @) ([ J
5601R303GM-0500 5.00 6 6 54 3 @) ([
5601R303GM-0600 6.00 6 7 54 3 @) (]
5601R303GM-0800 8.00 8 9 58 3 O [ J
5601R303GM-1000 10.00 10 1 66 ) @) (]
5601R303GM-1200 12.00 12 12 73 3 @) o
5601R303GM-1400 14.00 14 14 75 3 O L
5601R303GM-1600 16.00 16 16 82 3 O [
5601R303GM-1800 18.00 18 18 84 3 @) [ J
5601R303GM-2000 20.00 20 20 92 3 O )
Art. Group No. / Produktgruppe Nr.: 021140 021130

KMG303

. . L . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
Werkstuckstoff
Quenched and .
i Hardened steel - ] Cast iron, .
C;':éin Alloy steel tempfzred S Geharteter Stahl Stsziggfz.ss Nodular Copper | Aluminum | Titanium Hegt"(r)esmt
Kohlenstoff Lepgleiizy Vergiiteter Stahl Rostfreier e e alloy alloy alloy warmf)éste
Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg e
~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v

B276

@ Ex Stock / ab Lager

O On demand / auf Anfrage



Milling_: Erasen
millSEAVollhartmetallschaftfrasen

DIN 6527L 3-flute slotting end mills - DIN 652 7L 3-Schneiden VHM Langlochfraser

)| 5502R303GM C LI

e YK3OF: Ultra-fine carbide grade / Ultrafeinkornhartmetall
< KMG303: nano TiAIN coated ultra-fine carbide / nano TiAIN beschichtetes Ultrafeinkornhartmetall

0. 05 0 10
DIN
6535
D

3
DIN
!" 6527L
Dimension(mm) Teeth Application
Type Abmessungen Zihne | Anwendung - M ‘
T
yp di(hmo) | da(he) I I z o YK30F KMG303
5502R303GM-0300 3.00 6 7 57 3 O [ J
5502R303GM-0400 4.00 6 8 57 8 O o
5502R303GM-0500 5.00 6 10 57 3 O @
5502R303GM-0600 6.00 6 10 57 3 O o 5
5502R303GM-0800 8.00 8 16 63 3 O @ © :%
_
5502R303GM-1000 10.00 10 19 72 3 ©) o S :-g
©
5502R303GM-1200 12.00 12 22 83 3 @) [ J g %
5502R303GM-1400 14.00 14 22 83 3 O [ © %
5502R303GM-1600 16.00 16 26 92 3 O ® é "GE_5
@®
5502R303GM-1800 18.00 18 26 92 3 (@) o O E
5502R303GM-2000 20.00 20 32 104 3 @) ® % %
Art. Group No. / Produktgruppe Nr. : 021140 021130 wn >
. . o . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
™ Werkstickstoff
8 Quenched and
Hardened steel - q Cast iron, .
o Carbon Alloy steel gl Sl Geharteter Stahl Sta'nlelss Nodular | Copper | Aluminum | Titanium Heat resist
steel Legierter Vergiiteter Stahl steel cast iron alloy alloy alloy alloy
2 Kog?anrﬁtoff Stahl Rosstt;rﬁler Grauguss |KupferLeg| Aluleg | Titan Leg walr_n;feste
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v
i C - B277
Code key B229 Cutting data | B387-414 Graphics identification & application =~ B230 Order form for non-standard products B497-498

ISO Kennzeichen Schnittdaten Graphische Werkzeug- & Anwendungsbeschr. Bestellformular fiirr Sonderwerkzeuge
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Milling

- Erasen

millSEAVollhatmetallschaftfraser

DIN 6527L 3-flute slotting end mills -

DIN 6527L 3-Schneiden VHM Langlochfraser

ap,

i

5602R303GM

YK30F: Ultra-fine carbide grade / Ultrafeinkornhartmetall

CLis

4-, KMG303: nano TiAIN coated ultra-fine carbide / nano TiAIN beschichtetes Ultrafeinkornhartmetall

0.05-0.10

E

DIN
6535

s |
.1 g: o

Type EL“‘,:::QEZL":,".‘ ) !222.'; Q:EJLZ"JLZZ ® v ®

Typ di(ho) | da(he) I I z Grads YK30F KMG303
5602R303GM-0300 3.00 6 7 57 3 O o
5602R303GM-0400 4.00 6 8 57 3 O ®
5602R303GM-0500 5.00 6 10 57 3 o ®
5602R303GM-0600 6.00 6 10 57 3 &) ®
5602R303GM-0800 8.00 8 16 63 3 o L J
5602R303GM-1000 10.00 10 19 72 3 o d
5602R303GM-1200 12.00 12 22 83 3 O bt
5602R303GM-1400 14.00 | 14 22 83 3 o et
5602R303GM-1600 16.00 | 16 26 92 3 o et
5602R303GM-1800 18.00 18 26 92 3 o d
5602R303GM-2000 20.00 20 32 104 3 o ®

Art. Group No. / Produktgruppe Nr. : 021140 021130

@ Material Overview - Material Ubersicht

v = Very suitable - Sehr empfohlen
v = Suitable - Empfohlen

KMG303

B278

Workpiece material

Werkstuckstoff
Quenched and .
i Hardened steel - ] Cast iron, .
Carbon Alloy steel tempfzred sl Geharteter Stahl Stalnle.ss Nodular Copper | Aluminum | Titanium Heat resist
steel g Vergiiteter Stahl steel i alloy
Kohlenstoff Lepgleiizy Rostfreier Casdiog alloy alloy alloy warmfeste
Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg e
~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v

@ Ex Stock / ab Lager

O On demand / auf Anfrage



KMG405

DIN 6527L 3-flute end mills -

Sellic] Gartoiicls enel mills =

Milling_: Erasen

\Vollhantmetallschaftfrasern

DIN 6527L 3-Schneiden VHM Schaftfraser

"o 5502R453GM

KMG405: nano TiAIN coated ultra-fine carbide / nano TiAIN beschichtetes Ultrafeinkornhartmetall

C Ly

3
0.05-0.10
. & e
F — | =
o
a5 (2 oM
-/ -/ /
Type Abmessungon. T |y @ M @ S B
L di(h1o) | dz(he) I2 I = LD KMG405

5502R453GM-0300 3.00 6 7 57 3 P

5502R453GM-0400 4.00 6 8 57 3 °®

5502R453GM-0500 5.00 6 10 57 3 ®
5502R453GM-0600 6.00 6 10 57 3 °® ” g
5502R453GM-0800 8.00 8 16 63 3 °® E fg
5502R453GM-1000 10.00 10 19 72 3 °® - “_Cﬁ
5502R453GM-1200 12.00 12 22 83 3 ® o i
5502R453GM-1400 14.00 14 22 83 3 o g ©
5502R453GM-1600 16.00 16 26 92 3 Y g g
5502R453GM-1800 18.00 18 26 92 3 ® (_"3 E
5502R453GM-2000 20.00 20 32 104 3 ® (7.) g

Art. Group No. / Produktgruppe Nr. : 021130

@ Material Overview - Material Ubersicht

v = Very suitable - Sehr empfohlen
v = Suitable - Empfohlen

Workpiece material

Werkstuckstoff
Quenched and .
. Hardened steel - . Cast iron, .
S Alloy steel temp_(_a el SEE Geharteter Stahl Sta'nlelss Nodular Copper | Aluminum | Titanium sk e
steel a Vergiiteter Stahl steel : alloy
Kohlenstoff Lepgeiier Rostfreier R T allay lliny 2lligy warmfeste
Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg e
~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v
. e - B279
Code key B229 Cutting data | B387-414 Graphics identification & application =~ B230 Order form for non-standard products B497-498

ISO Kennzeichen

Schnittdaten

Graphische Werkzeug- & Anwendungsbeschr.

Bestellformular fiirr Sonderwerkzeuge
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DIN 6527L 3-flute end mills -

Milling : Erdsen
millSEAVollhatmetallschaftfraser

DIN 6527L 3-Schneiden VHM Schaftfraser

ap

i

=

5602R453GM

KMG405: nano TiAIN coated ultra-fine carbide / nano TiAIN beschichtetes Ultrafeinkornhartmetall
KMG303: nano TiAIN coated ultra-fine carbide / nano TiAIN beschichtetes Ultrafeinkornhartmetall

CLis

0.05-0.10 ]
45° DIN
I . S 6535
HB
o i o

© '
"
nas? (e o
J J )
Type b S | i ® Mm@ s
e diih) | dethe) | e ! z | % weas KNMG405

5602R453GM-0300 3.00 6 7 57 3 o [}
5602R453GM-0400 4.00 6 8 57 3 o [ J
5602R453GM-0500 5.00 6 10 57 3 [ ] [ ]
5602R453GM-0600 6.00 6 10 57 3 [ ] [ ]
5602R453GM-0800 8.00 8 16 63 3 o [ J
5602R453GM-1000 10.00 10 19 72 3 [ ] o
5602R453GM-1200 12.00 12 22 83 3 [ ] [ )
5602R453GM-1400 14.00 14 22 83 3 o [ ]
5602R453GM-1600 16.00 16 26 92 3 o [ ]
5602R453GM-1800 18.00 18 26 92 3 o [ ]
5602R453GM-2000 20.00 20 32 104 3 o [}

Art. Group No. / Produktgruppe Nr. :

021130

. . L . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
g Werksttickstoff
< Blieneree anl Hardened steel - . Cast iron .
) C;':éin Alloy steel tempered sge = Geharteter Stahl Stsziggfz.ss Nodular | Copper | Aluminum | Titanium Hegt"(r)esmt
Kohlenstoff Lepgleiizy Vergiteter Stahl Rostfreier e e alloy alloy alloy warmf)éste
2 Stahl Grauguss |KupferLeg| Aluleg | Titan Leg
¢ Stn ~40HRC | ~50HRC | ~55HRC | ~68HRC | Stafl CEE Leg
v v v v v v v v

@ Ex Stock / ab Lager

B280

O On demand / auf Anfrage



Milling_: Erasen
millsEAVellhaitmetallschaftfraser

GM-4E-G

. 4-flute flattened end mills with straight shank
4-Schneiden Eckfraser mit Zylinderschaft u

B281

o M B =
- - ,\j : S A
2 L
pl — @ °
L H
R~ il Coated
o AN | P)EReem 2R -
— — S —_— —_— e/
Dimension(mm
TType Abrﬁegsourggen) zTgﬁHé A%ggumhﬁ};\y Cs-ilz)ar? ee
» D d H L z ° | KMG 303
GM-4E-D1.0S-G 1.0 4 3 50 4 A °
GM-4E-D1.5S-G 1.5 4 4 50 4 A °
GM-4E-D2.0S-G 2.0 4 6 50 4 A °
GM-4E-D2.5S-G 25 4 8 50 4 A °
GM-4E-D3.0S-G 3.0 4 8 50 4 A .
GM-4E-D4.0S-G 4.0 4 11 50 4 B °
GM-4E-D1.0-G 1.0 6 3 50 4 A .
GM-4E-D1.5-G 1.5 6 4 50 4 A °
GM-4E-D2.0-G 2.0 6 6 50 4 A °
GM-4E-D2.5-G 25 6 8 50 4 A °
GM-4E-D3.0-G 3.0 6 8 50 4 A .
GM-4E-D3.5-G 3.5 6 10 50 4 A °
GM-4E-D4.0-G 4.0 6 11 50 4 A °
GM-4E-D4.5-G 4.5 6 1 50 4 A °
GM-4E-D5.0-G 5.0 6 13 50 4 A .
GM-4E-D5.5-G 515 6 16 50 4 A °
GM-4E-D6.0-G 6.0 6 16 50 4 B °
GM-4E-D7.0-G 7.0 8 20 60 4 A °
GM-4E-D8.0-G 8.0 8 20 60 4 B °
GM-4E-D9.0-G 9.0 10 22 75 4 A °
GM-4E-D10.0-G 10.0 10 25 75 4 B .
GM-4E-D11.0-G 11.0 12 26 75 4 A .
GM-4E-D12.0-G 12.0 12 30 75 4 B .
GM-4E-D14.0-G 14.0 14 32 75 4 B °
GM-4E-D16.0-G 16.0 16 45 100 4 B .
GM-4E-D18.0-G 18.0 18 45 100 4 B °
GM-4E-D20.0-G 20.0 20 45 100 4 B °
.. v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstickstoff
Quenched and .
8 Csat;béjln PI\_IL?y_ steel i?::gst':iftsetz“ gzLd;r?:tgrStSetng Stsa;ienélelss Clx?gctiijrlg?y Copper | Aluminum | Titanium Heaat"(r)e;/sist
gierter : cast iron alloy alloy alloy
2 Kofélfanhsltoff Stahl Rossgrﬁller Grauguss |Kupfer Leg| Aluleg | Titan Leg walr_n;fgeste
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG
v v v v v v
Code key = B231 Cutting data | B431-456 Graphics identification & application B232 Order form for non-standard products B497-B498

ISO Kennzeichen Schnittdaten Graphische Werkzeug- & Anwendungsbeschr. Bestellformular fir Sonderwerkzeuge
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Milling : Erdsen

millsEAVellhartmetallschaftfrasen

GM-4F-G

. 4-flute flattened end mills with straight shank
4-Schneiden Eckfraser mit Zylinderschaft

G303

X

B282

Coated

\SO\AJ AN | BIB) %2 %
— — ol ) — B —
Dimension(mm
'I_'Iype Abmessurfgen) ggﬁ;g A?J(;?umhﬁ%yg %Bar? ee
» D d H L z KMG 303
GM-4F-D1.0S-G 1.0 4 3 50 4 A o
GM-4F-D1.5S-G 1.5 4 4 50 4 A o
GM-4F-D2.0S-G 2.0 4 6 50 4 A o
GM-4F-D2.5S-G 25 4 8 50 4 A o
GM-4F-D3.0S-G 3.0 4 8 50 4 A o
GM-4F-D4.0S-G 4.0 4 11 50 4 B o
GM-4F-D1.0-G 1.0 6 3 50 4 A o
GM-4F-D1.5-G 1.5 6 4 50 4 A o
GM-4F-D2.0-G 2.0 6 6 50 4 A o
GM-4F-D2.5-G 2.5 6 8 50 4 A o
GM-4F-D3.0-G 3.0 6 8 50 4 A o
GM-4F-D3.5-G 3.5 6 10 50 4 A o
GM-4F-D4.0-G 4.0 6 1 50 4 A o
GM-4F-D4.5-G 4.5 6 1 50 4 A e}
GM-4F-D5.0-G 5.0 6 13 50 4 A o
GM-4F-D5.5-G 55 6 16 50 4 A o
GM-4F-D6.0-G 6.0 6 16 50 4 B o
GM-4F-D7.0-G 7.0 8 20 60 4 A o
GM-4F-D8.0-G 8.0 8 20 60 4 B o
GM-4F-D9.0-G 9.0 10 22 75 4 A o
GM-4F-D10.0-G 10.0 10 25 75 4 B o
GM-4F-D11.0-G 11.0 12 26 75 4 A o
GM-4F-D12.0-G 12.0 12 30 75 4 B o
GM-4F-D14.0-G 14.0 14 32 75 4 B o
GM-4F-D16.0-G 16.0 16 45 100 4 B o
GM-4F-D18.0-G 18.0 18 45 100 4 B o
GM-4F-D20.0-G 20.0 20 45 100 4 B o
. v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
Werkstuckstoff
Carbon Alloy steel tg;g; f::(;tzg(lj' gaeLda'el’r(];(grs tSetglhi Stainle.ss Cl\?g:nijrl:rr]’ Copper | Aluminum | Titanium Heat resist
K 0;{::; off | Legierter Verguteter Stahl Rgts?f?lai o | castiron alloy alloy alloy wa?rl'lr?f)éste
Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg Leg
~40HRC | ~50HRC | ~55HRC | ~68HRC GGG
v v v v v v

@ Ex Stock / ab Lager

O On demand / auf Anfrage



GM-4EL-G

Sellic] Certsiicls eme amils =

Milling_: Erasen

Vollhantmetallschaftfrasen

. 4-flute flattened end mills with straight shank and long cutting edge
4-Schneiden Eckfraser mit langer Schneide und Zylinderschaft

A

b EESE
10° \/ H
L
L E— — <l
H
. Coated L
\ggi o D<12 0~-0.020
== J TIAIN E 12<D 0~-0.030 ‘%’
e _— —J N IR —
Dimension(mm) r
Type Abmessungen Teeth Geometry Grade
Zahne & Sorte
Typ 7 Ausfuihrung
D d H L KMG 303
GM-4EL-D3.0-G 3.0 6 12 75 4 A o
GM-4EL-D4.0-G 4.0 6 15 75 4 A o
GM-4EL-D5.0-G 5.0 6 20 75 4 A o
GM-4EL-D6.0-G 6.0 6 20 75 4 B [¢)
GM-4EL-D8.0-G 8.0 8 25 100 4 B e}
GM-4EL-D10.0-G 10.0 10 30 100 4 B [¢)
GM-4EL-D12.0-G 12.0 12 35 100 4 B [¢)
GM-4EL-D14.0-G 14.0 14 40 100 4 B o
GM-4EL-D16.0-G 16.0 16 50 150 4 B o
GM-4EL-D20.0-G 20.0 20 55 150 4 B (e}
. ) R . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstiickstoff
™ CISE L) T Hardened steel - . Cast iron .
o Cetiien Alloy steel B E S - Geharteter Stahl Sta'nlelss Nodular | Copper | Aluminum | Titanium | Heatresist
steel 0 Vergiiteter Stahl steel ; alloy
Kohlenstoff Lepgziizr Rostfreier GBS 172 alloy alloy alloy warmfeste
2 Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg L&
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v
. T, - B283
Code key = B231 Cutting data | B431-456 Graphics identification & application B232 Order form for non-standard products B497-B498

ISO Kennzeichen

Schnittdaten

Graphische Werkzeug- & Anwendungsbeschr.

Bestellformular fir Sonderwerkzeuge

Solid Carbide end mills
Vollhartmetallschaftfraser
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Milling : Erdsen

millsEAVellhartmetallschaftfrasen

GM-4FL-G

. 4-flute flattened end mills with straight shank and long cutting edge

=

4-Schneiden Eckfraser mit langer Schneide und Zylinderschaft

EE— EE—
10° \V H
L
=== S
TN peted D D=12 0~-0.020 % —H—
3@> f D o L
= 7>J Eﬂ IN 12<D 0~-0.030 i
Dimension(mm) Grade
Type Abmessungen Teeth Geometry
Typ Zagne Ausfihrung Sorte
D d H L KMG 303
GM-4FL-D3.0-G 3.0 6 12 75 4 A e}
GM-4FL-D4.0-G 4.0 6 15 75 4 A [e)
GM-4FL-D5.0-G 5.0 6 20 75 4 A e}
GM-4FL-D6.0-G 6.0 6 20 75 4 B [¢)
GM-4FL-D8.0-G 8.0 8 25 100 4 B [¢)
GM-4FL-D10.0-G 10.0 10 30 100 4 B [¢)
GM-4FL-D12.0-G 12.0 12 35 100 4 B o
GM-4FL-D14.0-G 14.0 14 40 100 4 B (e}
GM-4FL-D16.0-G 16.0 16 50 150 4 B e}
GM-4FL-D20.0-G 20.0 20 55 150 4 B (e}
. . L i v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstiickstoff
™ Blieneree anl Hardened steel - ; Cast iron A
) Carbon Alloy steel dimjpiee sl Geharteter Stahl Sta'nle.SS Nodular | Copper | Aluminum | Titanium | Heat resist
steel L Vergiiteter Stahl steel : alloy
Kohlenstoff Lepgleiizy Rostfreier Casdiog alloy alloy alloy warmfeste
Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg e
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v

@ Ex Stock / ab Lager

B284

O On demand / auf Anfrage



Milling_: Erasen
millsEAVellhaitmetallschaftfraser

GM-4EX-G

. 4-flute flattened end mills with straight shank and extra long cutting edge
4-Schneiden Eckfraser mit extra langer Schneide und Zylinderschaft

@ e E— B i
07 u
L
i - I s
H
L
RNl oeisd D<12 0~-0.020
O AN | DR
— il - —
Dimension(mm) Grade
Type Abmessungen él'_(_aﬁth Geometry S
Typ azne Ausflihrung orte
D d H L KMG 303
GM-4EX-D3.0-G 3.0 6 20 75 4 A )
GM-4EX-D4.0-G 4.0 6 25 75 4 A )
GM-4EX-D5.0-G 5.0 6 30 75 4 A °
GM-4EX-D6.0-G 6.0 6 30 75 4 B ° 5
GM-4EX-D8.0-G 8.0 8 40 100 4 B . 2.
GM-4EX-D10.0-G 10.0 10 50 110 4 B ° _E %
GM-4EX-D12.0-G 12.0 12 50 110 4 B ° 5 _‘C(,,J
GM-4EX-D16.0-G 16.0 16 70 150 4 B . 23
—
GM-4EX-D20.0-G 20.0 20 75 150 4 B ° % g
GM-4FL-D20.0-G 20.0 20 55 150 4 B ° OF%
S <
© 0o
wn >
. . L . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstiickstoff
™ ClLEneE A Hardened steel - . Cast iron .
o Carbon | Aoy steel EEHEEEe S o Geharteter Stahl Stainless | “Noqular | Copper | Aluminum | Titanium | Heat resist
steel a Vergiiteter Stahl steel : alloy
Kohlenstoff Lepgziizr Rostfreier GBS 172 alloy alloy alloy warmfeste
2 Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg L&
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v
. T, - B 285
Code key = B231 Cutting data | B431-456 Graphics identification & application B232 Order form for non-standard products B497-B498

ISO Kennzeichen Schnittdaten Graphische Werkzeug- & Anwendungsbeschr. Bestellformular fir Sonderwerkzeuge
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Milling : Erdsen

millsEAVellhartmetallschaftfrasen

GM-4E series for general machining - GIM-4E Serie fur allgemeine Bearbeitung

. 4-flute flattened end mills with straight shank
4-Schneiden Eckfraser mit Zylinderschaft

C L LS

J—-—-—- d
- 10°0 H
ﬁ .

o e SSSY4
)| maN | DP)Evml <R .
: > _HAIN )+ i <

2 D d H L z ° | KMG 303

GM-4E-D1.0S 1.0 4 3 50 4 A )
GM-4E-D1.5S 1.5 4 4 50 4 A °
GM-4E-D2.0S 2.0 4 6 50 4 A )
GM-4E-D2.5S 2.5 4 8 50 4 A °
GM-4E-D3.0S 3.0 4 8 50 4 A )
GM-4E-D4.0S 4.0 4 11 50 4 B °
GM-4E-D1.0 1.0 6 3 50 4 A )
GM-4E-D1.5 1.5 6 4 50 4 A ®
GM-4E-D2.0 2.0 6 6 50 4 A )
GM-4E-D2.5 2.5 6 8 50 4 A ®
GM-4E-D3.0 3.0 6 8 50 4 A [ )
GM-4E-D3.5 3.5 6 10 50 4 A °
GM-4E-D4.0 4.0 6 " 50 4 A °
GM-4E-D4.5 4.5 6 1" 50 4 A ()
GM-4E-D5.0 5.0 6 13 50 4 A °
GM-4E-D5.5 55 6 16 50 4 A ()
GM-4E-D6.0 6.0 6 16 50 4 B )
GM-4E-D7.0 7.0 8 20 60 4 A ()
GM-4E-D8.0 8.0 8 20 60 4 B ()
GM-4E-D9.0 9.0 10 22 75 4 A )
GM-4E-D10.0 10.0 10 25 75 4 B ()
GM-4E-D11.0 1.0 12 26 75 4 A )
GM-4E-D12.0 12.0 12 30 75 4 B ()
GM-4E-D14.0 14.0 14 32 75 4 B )
GM-4E-D16.0 16.0 16 45 100 4 B ()
GM-4E-D18.0 18.0 18 45 100 4 B )
GM-4E-D20.0 20.0 20 45 100 4 B )

@ Material Overview - Material Ubersicht

v = Very suitable - Sehr empfohlen
v = Suitable - Empfohlen

Workpiece material

8 Werkstiickstoff
™ Blieneree anl Hardened steel - ; Cast iron A
) Carbon Alloy steel dimjpiee sl Geharteter Stahl Sta'nle.SS Nodular | Copper | Aluminum | Titanium | Heat resist
steel L Vergiiteter Stahl steel : alloy
Kohlenstoff Lepgleiizy Rostfreier Casdiog alloy alloy alloy warmfeste
Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg e
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v

@ Ex Stock / ab Lager

B286

O On demand / auf Anfrage



Sellic] Certsiicls eme amils =

Milling_: Erasen

Vollhantmetallschaftfrasen

GM-4EL series for general machining - GM-4EL Serie fir allgemeine Bearbeitung

. 4-flute flattened end mills with straight shank and long cutting edge
4-Schneiden Eckfraser mit langer Schneide und Zylinderschaft

C LS

A
] ol
10°% H
_—-—_“ L
B
o =
H
L
E i Coated
BN . D<12 0~-0.020
QQ TIAIN B %
il - iy ) —y
Dimension(mm)
Type Abmessungen Teeth Geometry Grade
Typ Zagne Ausfiihrung Sorte
D d H L KMG 303
GM-4EL-D3.0 3.0 6 12 75 4 A °
GM-4EL-D4.0 4.0 6 15 75 4 A °
GM-4EL-D5.0 5.0 6 20 75 4 A °
GM-4EL-D6.0 6.0 6 20 75 4 B )
GM-4EL-D8.0 8.0 8 25 100 4 B °
GM-4EL-D10.0 10.0 10 30 100 4 B ()
GM-4EL-D12.0 12.0 12 35 100 4 B (]
GM-4EL-D14.0 14.0 14 40 100 4 B °
GM-4EL-D16.0 16.0 16 50 150 4 B °
GM-4EL-D20.0 20.0 20 55 150 4 B °
. ) R . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstiickstoff
™ ClLEneE A Hardened steel - . Cast iron q
o Cetiien Alloy steel B E S - Geharteter Stahl Sta'nlelss Nodular | Copper | Aluminum | Titanium | Heatresist
steel 0 Vergiiteter Stahl steel ; alloy
Kohlenstoff Lepgziizr Rostfreier GBS 172 alloy alloy alloy warmfeste
2 Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg L&
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v
. T, - B 287
Code key = B231 Cutting data | B431-456 Graphics identification & application B232 Order form for non-standard products B497-B498

ISO Kennzeichen Schnittdaten

Graphische Werkzeug- & Anwendungsbeschr.

Bestellformular fir Sonderwerkzeuge

Solid Carbide end mills

Vollhartmetallschaftfraser
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Milling : Erdsen
millsEAVellhartmetallschaftfrasen

GM-4EFP

4-Schneiden Eckfraser mit kurzer Schneide und Zylinderschaft

w©

. 4-flute end mills with straight shank and short cutting edge and long neck

d1

C L LS

[
(O]
n
EQ
fas
=
(v ==
©
<
[8}
i
]
-
(0]
£
h=
©
=
o
>

M
L
TK?N :t D] D<12 0~-0.020 ‘%’
= 12<D 0~-0.030
Dimension(mm) Grade
Teeth
'I_'I};p;)e Abmessungen Zihne Sorte
D d H M di L z KMG 303
GM-4EFP-D6.0 6.0 6 9 30 5.8 75 4 (e}
GM-4EFP-D8.0 8.0 8 12 40 7.8 100 4 o
GM-4EFP-D10.0 10.0 10 15 50 9.6 100 4 o
GM-4EFP-D12.0 12.0 12 18 50 11.5 100 4 o
GM-4EFP-D16.0 16.0 16 24 50 15.5 150 4 e}
GM-4EFP-D20.0 20.0 20 30 60 19.5 150 4 (e}
. . L i v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstiickstoff
™ e o Hardened steel - ; Cast iron :
) Carbon Alloy steel dimjpiee sl Geharteter Stahl Sta'nle.ss Nodular | Copper | Aluminum | Titanium | Heat resist
steel L Vergiiteter Stahl steel : alloy
Kohlenstoff Lepgleiizy Rostfreier Casdiog alloy alloy alloy warmfeste
Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg e
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v

@ Ex Stock / ab Lager

B288

O On demand / auf Anfrage




KMG303

DIN 6527K 4-flute end mills -

Sellic] Gartoiicls enel mills =

Milling_: Erasen

\Vollhantmetallschaftfrasern

DIN 6527K 4-Schneiden VHM Schaftfraser

ap

i

x/

5501R304GF

YK3O0F: Ultra-fine carbide grade / Ultrafeinkornhartmetall
KMG303: nano TiAIN coated ultra-fine carbide / nano TiAIN beschichtetes Ultrafeinkornhartmetall

CLis

o.gg;o.m ! @ Dgggs
- L HA

d Txxﬁi g — -

D
! e A 30° 652K
g = o
Type Abmessungen’ Zinne | Amyendung ® v ®

s di(h1o) | da(he) l2 I z Qrace YK30F KMG303
5501R304GF-0300 3.00 6 50 4 o P
5501R304GF-0400 4.00 6 54 4 o °
5501R304GF-0500 5.00 6 54 4 o °
5501R304GF-0600 6.00 6 10 54 4 o °
5501R304GF-0800 8.00 8 12 58 4 o °
5501R304GF-1000 10.00 10 14 66 4 o °
5501R304GF-1200 12.00 12 16 73 4 ¢} °
5501R304GF-1400 14.00 14 18 75 4 o) °
5501R304GF-1600 16.00 16 22 82 4 o) )
5501R304GF-1800 18.00 18 24 84 4 o) )
5501R304GF-2000 2000 | 20 26 92 4 o P

Art. Group No. / Produktgruppe Nr. : 021140 021130

@ Material Overview - Material Ubersicht

v = Very suitable - Sehr empfohlen

v = Suitable - Empfohlen
Workpiece material
Werkstuckstoff
Quenched and .
. Hardened steel - . Cast iron, .
Cetiien Alloy steel temp_(_ared S Geharteter Stahl Stainless Nodular Copper | Aluminum | Titanium Pzt sl
Kot?l?r?sltoff Legierter Verguteter Stahl Rostfreier | castiron alloy alloy alloy waerlrlwlg%ste
Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg e
~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v
. e - B 289
Code key B229 Cutting data | B387-414 Graphics identification & application =~ B230 Order form for non-standard products B497-498

ISO Kennzeichen Schnittdaten

Graphische Werkzeug- & Anwendungsbeschr.

Bestellformular fiirr Sonderwerkzeuge
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Milling : Erdsen

millSEAVollhatmetallschaftfraser

DIN 6527K 4-flute end mills -

DIN 6527K 4-Schneiden VHM Schaftfraser

ap

i

5601R304GF

YK30F: Ultra-fine carbide grade / Ultrafeinkornhartmetall

LA
La

C Ly

< - KMG303: nano TiAIN coated ultra-fine carbide / nano TiAIN beschichtetes Ultrafeinkornhartmetall

0. 05 O 10
DIN

o
.1 A30° ;» 2
o o o
Type Bibmecsungen’ S || ® v ®
Typ di(hio) | da(he) I2 I z et YK30F KMG303
5601R304GF-0300 3.00 6 5 50 4 o °
5601R304GF-0400 4.00 6 8 54 4 o °
5601R304GF-0500 5.00 6 9 54 4 o °
5601R304GF-0600 6.00 6 10 54 4 o °
5601R304GF-0800 8.00 8 12 58 4 o) °
5601R304GF-1000 10.00 10 14 66 4 o Y
5601R304GF-1200 12.00 12 16 73 4 0 °
5601R304GF-1400 14.00 14 18 75 4 o) °
5601R304GF-1600 16.00 16 22 82 4 o) °
5601R304GF-1800 18.00 18 24 84 4 o °
5601R304GF-2000 20.00 | 20 26 92 4 o °
Art. Group No. / Produktgruppe Nr. : 021140 021130

@ Material Overview - Material Ubersicht

v = Very suitable - Sehr empfohlen

v = Suitable - Empfohlen

Workpiece material

KMG303

Werkstuckstoff
Quenched and .
i Hardened steel - ] Cast iron, .
Carbon Alloy steel tempfz il Geharteter Stahl Stalnle.ss Nodular Copper | Aluminum | Titanium Heat resist
steel g Vergiiteter Stahl steel i alloy
Kohlenstoff Lepgleiizy Rostfreier Casdiog alloy alloy alloy warmfeste
Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg e
~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v

B290

@ Ex Stock / ab Lager

O On demand / auf Anfrage



KMG303

DIN 6527L 4-flute end mills -

Sellic] Gartoiicls enel mills =

Milling_: Erasen

\Vollhantmetallschaftfrasern

DIN 6527L 4-Schneiden VHM Schaftfraser

ap,

i

~ =

5502R304GF

YK30F: Ultra-fine carbide grade / Ultrafeinkornhartmetall
KMG303: nano TiAIN coated ultra-fine carbide / nano TiAIN beschichtetes Ultrafeinkornhartmetall

CLis

0.05-0.10
3 DIN
[3 - - 6535
HA
- i - -

KD
A30° : 6827L
J J J
Type bmassmaon, ) e ® v @
Typ di(h1o) | dz(hs) I2 1 z Db YK30F KMG303
5502R304GF-0300 3.00 6 8 57 4 o °
5502R304GF-0400 4.00 6 1 57 4 o °
5502R304GF-0500 5.00 6 13 57 4 o P
5502R304GF-0600 6.00 6 13 57 4 o °
5502R304GF-0800 8.00 8 19 63 4 0 Py
5502R304GF-1000 10.00 10 22 72 4 o) °
5502R304GF-1200 12.00 12 26 83 4 o) °
5502R304GF-1400 14.00 14 26 83 4 o) °
5502R304GF-1600 16.00 16 32 92 4 o °
5502R304GF-1800 18.00 18 32 92 4 o °
5502R304GF-2000 20.00 20 38 104 4 o °
Art. Group No. / Produktgruppe Nr. : 021140 021130

@ Material Overview - Material Ubersicht

v = Very suitable - Sehr empfohlen

v = Suitable - Empfohlen

Workpiece material

Werkstuckstoff
Quenched and .
. Hardened steel - . Cast iron, .
S Alloy steel temp_(_a el SEE Geharteter Stahl Sta'nlelss Nodular Copper | Aluminum | Titanium sk e
steel a Vergiiteter Stahl steel : alloy
Kohlenstoff Lepgeiier Rostfreier R T allay lliny 2lligy warmfeste
Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg e
~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v
. e - B 291
Code key B229 Cutting data | B387-414 Graphics identification & application =~ B230 Order form for non-standard products B497-498

ISO Kennzeichen

Schnittdaten

Graphische Werkzeug- & Anwendungsbeschr.

Bestellformular fiirr Sonderwerkzeuge
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Milling : Erdsen
millSEAVollhatmetallschaftfraser

DIN 6527L 4-flute end mills - DIN 652 7L 4-Schneiden VHM Schaftfraser

@ 5602R304GF .3 b iLs

YK30F: Ultra-fine carbide grade / Ultrafeinkornhartmetall
<. KMG303: nano TiAIN coated ultra-fine carbide / nano TiAIN beschichtetes Ultrafeinkornhartmetall

0.05-0.10 ]
45° @ anw
. 1 6535
J =

HB
g

A 30° 6527L

Type i Zihne | Amwendang ® v ®

e dihio) | dathe) | e I z Sorte YK30F KMG303
5602R304GF-0300 3.00 6 8 57 4 o PY
5602R304GF-0400 4.00 6 1 57 4 o °®
5602R304GF-0500 5.00 6 13 57 4 e} ®
5602R304GF-0600 6.00 6 13 57 4 O ®
5602R304GF-0800 8.00 8 19 63 4 O ®
5602R304GF-1000 10.00 10 22 72 4 O ®
5602R304GF-1200 12.00 12 26 83 4 @) ®
5602R304GF-1400 14.00 14 26 83 4 @) (]
5602R304GF-1600 16.00 16 32 92 4 O ®
5602R304GF-1800 18.00 18 32 92 4 O ®
5602R304GF-2000 20.00 20 38 104 4 O ®

Art. Group No. / Produktgruppe Nr. : 021140 021130

v = Very suitable - Sehr empfohlen

@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
p

8 Werksttickstoff
™ Blieneree anl Hardened steel - ; Cast iron .
) C;':éin Alloy steel tempered sgeel ) Geharteter Stahl Stsziggfz.ss Nodular | Copper | Aluminum | Titanium Hegt"(r)esmt

Kohlenstoff Lepgleiizy Vergiteter Stahl Rostfreier e e alloy alloy alloy warmf)éste
2 Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg e
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9

v v v v v v

B292

@ Ex Stock / ab Lager O On demand / auf Anfrage



Milling_: Erasen
millSEAVollhartmetallschaftfrasen

DIN 6528 4-lute end mills - DIN 6528 4-Schneiden VHM Schaftfraser

7| 5508RA54GM C il

YK3O0F: Ultra-fine carbide grade / Ultrafeinkornhartmetall
<", KMG303: nano TiAIN coated ultra-fine carbide / nano TiAIN beschichtetes Ultrafeinkornhartmetall

. . ' 0.05-0.10 ]
o DIN
& - ! 6535
2 - HA
B ! =
¥ { — S S — - J

A45° : 6328

e

e

Type s Zinne | Amvondong ® v ®

v di(hio) | dz(hs) l2 I z Qrade YK30F KMG303
5508R454GM-0300 3.00 3 8 45 4 1o PY
5508R454GM-0400 4.00 4 1 50 4 o ®
5508R454GM-0500 5.00 5 13 50 4 o P
5508R454GM-0600 6.00 6 13 57 4 o) P " g
5508R454GM-0800 8.00 8 19 63 4 o) °® E :g
5508R454GM-1000 10.00 10 22 72 4 o °® ° “_Ca
5508R454GM-1200 12.00 12 26 83 4 o) o o
5508R454GM-1400 14.00 14 26 83 4 @) [ ] ﬁ _,=<S
5508R454GM-1600 16.00 16 32 92 4 o) Y % g
5508R454GM-1800 18.00 18 32 92 4 0) ® (_-'3 E
5508R454GM-2000 20.00 20 38 104 4 0] ® (7% g

Art. Group No. / Produktgruppe Nr. : 021140 021130

v = Very suitable - Sehr empfohlen

@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstickstoff
™ ClLEneE A Hardened steel - . Cast iron .
o Carbon Alloy steel gl Sl Geharteter Stahl Sta'nlelss Nodular | Copper | Aluminum | Titanium Heat resist
steel i Vergiiteter Stahl steel i alloy
Kohlenstoff Lepgeiier Rostfreier GBS 172 alloy alloy alloy warmfeste
2 Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg e
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v
. e - B 293
Code key B229 Cutting data | B387-414 Graphics identification & application =~ B230 Order form for non-standard products B497-498

ISO Kennzeichen Schnittdaten Graphische Werkzeug- & Anwendungsbeschr. Bestellformular fiirr Sonderwerkzeuge



Milling : Erdsen
millSEAVollhatmetallschaftfraser

DIN 6527L 4-flute end mills - DIN 652 7L 4-Schneiden VHM Schaftfraser

@ 5602R454GM CisiL8

YK30F: Ultra-fine carbide grade / Ultrafeinkornhartmetall
< KMG303: nano TiAIN coated ultra-fine carbide / nano TiAIN beschichtetes Ultrafeinkornhartmetall

0.05-0.10 @
45° DIN
- - B 6535
- r—

HB
e

8 Txiv
I ’ A45° : 6571

Type Abmessungen” S | A ® m @®
Typ di(h1o) | da(he) I, I z e KMG303
5602R454GM-0300 3.00 6 8 57 4 °
5602R454GM-0400 4.00 6 1 57 4 °
5602R454GM-0500 5.00 6 13 57 4 °
o 5602R454GM-0600 6.00 6 13 57 4 °
o9 5602R454GM-0800 8.00 8 19 63 4 °
EE 5602R454GM-1000 10.00 10 22 72 4 °
g g 5602R454GM-1200 | 1200 | 12 26 83 4 °
© = 5602R454GM-1400 14.00 | 14 26 83 4 °
870 5602R454GM-1600 16.00 | 16 32 92 4 °
8 % 5602R454GM-1800 18.00 | 18 32 92 4 °
% % 5602R454GM-2000 20.00 20 38 104 4 (]
n>

Art. Group No. / Produktgruppe Nr. : 021130

v = Very suitable - Sehr empfohlen

@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
p

8 Werksttickstoff
™ Blieneree anl Hardened steel - ; Cast iron .
) C;':éin Alloy steel tempered sgeel ) Geharteter Stahl Stsziggfz.ss Nodular | Copper | Aluminum | Titanium Hegt"(r)esmt

Kohlenstoff Lepgleiizy Vergiteter Stahl Rostfreier e e alloy alloy alloy warmf)éste
2 Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg e
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9

v v v v v v

@ Ex Stock / ab Lager O On demand / auf Anfrage

B294



Milling_: Erasen
millSEAVollhartmetallschaftfrasen

ZCC CT 6-flute slotting end mills (HRC<=50) - ZCC CT 6-Schneiden VHM Langlochfraser (HRC<=50)

"= | 5589R45MGFR C LS

KMG405: nano TiAIN coated ultra-fine carbide / nano TiAIN beschichtetes Ultrafeinkornhartmetall

<§e
N \
&) [
P
o — r— —
B
l2 ZCCCT
I )\ 45 .-} NORM
Dimension(mm) Teeth Application
Type Abmessungen Zihne | Anwendung - .
Typ
. di(es) | da(he) | I I z e KMG405
5589R45MGFR02-0600 6 6 19 63 0.2 6 ()
5589R45MGFR02-0800 8 8 28 72 0.2 6 o
5589R45MGFR02-1000 10 10 34 84 0.2 6 o
5589R45MGFR02-1200 12 12 40 97 0.2 6 o 5
5589R45MGFR03-1600 16 16 48 108 0.3 8 ([ ] ® :%
_
5589R45MGFR03-2000 20 20 56 122 0.3 10 o EE
o ©
Art. Group No. / Produktgruppe Nr. : 021130 S =
[72]
ST
e
@®
€
o ®
S <
© 0o
wn >
. ) R . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
g Werkstuckstoff
< Quenchiediand Hardened steel - q Cast iron, .
o Cetiien Alloy steel B E S - Geharteter Stahl Sta'nlelss Nodular | Copper | Aluminum | Titanium | Heatresist
steel Legierter Vergiiteter Stahl steel cast iron alloy alloy alloy Lo
2 Korélfanhsltoff Stahl Rosstt;rﬁler Grauguss |KupferLeg| Aluleg | Titan Leg walr_n;feste
v ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG g
v v v v v v
Code key B229 Cutting data | B387-414 Graphics identification & application ~ B230 Order form for non-standard products B497-498 B 295

ISO Kennzeichen Schnittdaten Graphische Werkzeug- & Anwendungsbeschr. Bestellformular fiirr Sonderwerkzeuge



1)
S
°
<
[}
©
el
e}
—
©
O
S
©°
(7}

Milling : Erdsen

millsEAVellhartmetallschaftfrasen

GM-6E

8 6-flute end mills with straight shank
6-Schneiden Eckfraser mit Zylinderschaft

©

/

D=12 0~-0.020 %
12<D 0~-0.030
— =
Dimension(mm) Grade
Teeth
'I'T);;:)e Abmessungen Z5hne Sorte
D d H L z KMG 303
GM-6E-D6.0 6.0 6 18 60 6
GM-6E-D8.0 8.0 8 20 60 6 [}
’5 GM-6E-D10.0 10.0 10 30 75 6 °
0
o GM-6E-D12.0 12.0 12 32 75 6 °
y—
= GM-6E-D16.0 16.0 16 40 100 6 .
<
8 GM-6E-D20.0 20.0 20 45 100 6 [ )
IS
——
(0]
=
h =
©
<
e)
>
. . L i v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstiickstoff
™ Blieneree anl Hardened steel - ; Cast iron A
) Carbon Alloy steel dimjpiee sl Geharteter Stahl Sta'nle.ss Nodular | Copper | Aluminum | Titanium | Heat resist
steel Legierter Verguteter Stahl steel cast iron allo allo allo alloy
Kohlenstoff Sgt hl Rostfreier G i Y aroy warmfeste
Stahl a Stahl rauguss |KupferLeg| Aluleg | Titan Leg Leg
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG
v v v v v v

@ Ex Stock / ab Lager

B296

O On demand / auf Anfrage




Milling_: Erasen
millsEAVellhaitmetallschaftfraser

GM-6EL series for general machining - GIM-6EL Serie fur allgemeine Bearbeitung

B297

@ 6-flute end mills with straight shank and long cutting edge
6-Schneiden Eckfraser mit langer Schneide und Zylinderschaft u
o N a
°| % S (
H
L
o | iy | Emrm R
12<D 0~-0.030
— (ﬂ —y W P O_J y
Dimension(mm) Grade
Teeth
%%e Abmessungen Zhne Sorte
D d H L z KMG 303
GM-6EL-D6.0 6.0 6 24 75 6 °
GM-6EL-D8.0 8.0 8 32 75 6 °
GM-6EL-D10.0 10.0 10 40 100 6 °
GM-6EL-D12.0 12.0 12 45 100 6 °
GM-6EL-D16.0 16.0 16 64 150 6 °
GM-6EL-D20.0 20.0 20 75 150 6 °
. . L . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
g Werkstiickstoff
< Quenched and Hardened steel - . Cast iron, .
o Carbon | Aoy steel EEHEEEe S o Geharteter Stahl Stainless | “Noqular | Copper | Aluminum | Titanium | Heat resist
steel a Vergiiteter Stahl steel : alloy
Kohlenstoff Lepgziizr Rostfreier GBS 172 alloy alloy alloy warmfeste
2 Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg L&
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v
Code key = B231 Cutting data | B431-456 Graphics identification & application B232 Order form for non-standard products B497-B498

ISO Kennzeichen Schnittdaten Graphische Werkzeug- & Anwendungsbeschr. Bestellformular fir Sonderwerkzeuge
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B298

Milling : Erdsen

millsEAVellhartmetallschaftfrasen

GM-2EP series for general machining - GIM-2EP Serie fur allgemeine Bearbeitung

2-Schneiden Eckfraser mit kurzer Schneide und Zylinderschaft

. 2-flute end mills with straight shank and short cutting edge and long neck

*ﬂ o -—- ﬁ
10° ¥ S M : *
L
D<imm  1mmsD
A Coated
o AN | Dl @ P
= & —_ _ 3 3
'I_'I};r;)e I?leg]r%gglsol?rsgenr:) z.rgﬁ;g %Lar?:
D d H M d1 L 4 KMG 303
GM-2EP-D0.5-M04 0.5 4.0 0.7 4.0 0.45 50 2 °
GM-2EP-D0.5-M06 0.5 4.0 0.7 6.0 0.45 50 2 °
GM-2EP-D0.5-M08 0.5 4.0 0.7 8.0 0.45 50 2 °
GM-2EP-D0.8-M04 0.8 4.0 1.2 4.0 0.75 50 2 °
GM-2EP-D0.8-M06 0.8 4.0 1.2 6.0 0.75 50 2 °
GM-2EP-D0.8-M08 0.8 4.0 1.2 8.0 0.75 50 2 °
GM-2EP-D0.8-M10 0.8 4.0 1.2 10.0 0.75 50 2 °
GM-2EP-D1.0-M04 1.0 4.0 1.5 4.0 0.95 50 2 °
GM-2EP-D1.0-M06 1.0 4.0 1.5 6.0 0.95 50 2 °
GM-2EP-D1.0-M08 1.0 4.0 1.5 8.0 0.95 50 2 °
GM-2EP-D1.0-M10 1.0 4.0 1.5 10.0 0.95 50 2 °
GM-2EP-D1.0-M12 1.0 4.0 1.5 12.0 0.95 50 2 °
GM-2EP-D1.0-M14 1.0 4.0 1.5 14.0 0.95 50 2 °
GM-2EP-D1.2-M06 1.2 4.0 1.8 6.0 1.15 50 2 °
GM-2EP-D1.2-M08 1.2 4.0 1.8 8.0 1.15 50 2 °
GM-2EP-D1.2-M10 1.2 4.0 1.8 10.0 1.15 50 2 °
GM-2EP-D1.2-M12 1.2 4.0 1.8 12.0 1.15 50 2 o
GM-2EP-D1.5-M06 1.5 4.0 23 6.0 1.45 50 2 °
GM-2EP-D1.5-M08 1.5 4.0 23 8.0 1.45 50 2 °
GM-2EP-D1.5-M10 1.5 4.0 23 10.0 1.45 50 2 °
GM-2EP-D1.5-M12 15 4.0 23 12.0 1.45 50 2 °
GM-2EP-D1.5-M14 1.5 4.0 2.3 14.0 1.45 50 2 °
GM-2EP-D2.0-M06 2.0 4.0 3.0 6.0 1.95 50 2 °
GM-2EP-D2.0-M08 2.0 4.0 3.0 8.0 1.95 50 2 °
.. v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
Werkstuckstoff
Carbon Alloy steel tg:g; f:de(;tzg(lj' gaeLda'el’r(];(grs tSeiglhi Stainle.ss C’\?gctnijrlgrr\, Copper | Aluminum | Titanium Heat resist
K 0;{::; off | Legierter Verguteter Stahl Rgts(-;f?!ai o | castiron alloy alloy alloy wa?rl'lr?f)éste
Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg Leg
~40HRC | ~50HRC | ~55HRC | ~68HRC GGG
v v v v v v

@ Ex Stock / ab Lager

O On demand / auf Anfrage



Milling_: Erasen
millsEAVellhaitmetallschaftfraser

GM-2EP series for general machining - GIM=-2EP Serie fur allgemeine Bearbeitung

@ 2-flute end mills with straight shank and short cutting edge and long neck
2-Schneiden Eckfraser mit kurzer Schneide und Zylinderschaft
s
10 |5 H
D<1mm 1mmsD \ © M
. Coated L
WS TIAIN [0] o-00rs
— — — — e — —
Dimension(mm) Grade
Teeth
'I_'Iype Abmessungen Z5hne Sorte
M D d H M di L z KMG 303
GM-2EP-D2.0-M10 2.0 4.0 3.0 10.0 1.95 50 2 °
GM-2EP-D2.0-M12 2.0 4.0 3.0 12.0 1.95 50 2 °
GM-2EP-D2.0-M14 2.0 4.0 3.0 14.0 1.95 50 2 °
GM-2EP-D2.0-M16 2.0 4.0 3.0 16.0 1.95 50 2 °
GM-2EP-D2.5-M08 25 4.0 3.7 8.0 24 50 2 °
GM-2EP-D2.5-M10 25 4.0 3.7 10.0 24 50 2 °
GM-2EP-D2.5-M12 25 4.0 3.7 12.0 24 50 2 °
GM-2EP-D2.5-M14 25 4.0 3.7 14.0 2.4 50 2 ° 6
GM-2EP-D2.5-M16 25 4.0 3.7 16.0 24 60 2 ° g ;8
_
GM-2EP-D2.5-M18 2.5 4.0 3.7 18.0 2.4 60 2 ° (S :a%
GM-2EP-D2.5-M20 25 40 3.7 20.0 24 60 2 . g <
GM-2EP-D3.0-M06 3.0 6.0 45 6.0 2.85 50 2 o o %
ke
GM-2EP-D3.0-M08 3.0 6.0 4.5 8.0 2.85 50 2 ° e ©
—
GM-2EP-D3.0-M10 3.0 6.0 4.5 10.0 2.85 50 2 ° 8 E
GM-2EP-D3.0-M12 3.0 6.0 45 12.0 2.85 50 2 o - &2
GM-2EP-D3.0-M14 3.0 6.0 4.5 14.0 2.85 60 2 ° CTC; E
GM-2EP-D3.0-M16 3.0 6.0 4.5 16.0 2.85 60 2 °
GM-2EP-D3.0-M18 3.0 6.0 4.5 18.0 2.85 60 2 °
GM-2EP-D3.0-M20 3.0 6.0 4.5 20.0 2.85 60 2 °
GM-2EP-D4.0-M12 4.0 6.0 6.0 12.0 3.85 50 2 °
GM-2EP-D4.0-M14 4.0 6.0 6.0 14.0 3.85 60 2 °
GM-2EP-D4.0-M16 4.0 6.0 6.0 16.0 3.85 60 2 °
GM-2EP-D4.0-M20 4.0 6.0 6.0 20.0 3.85 60 2 °
GM-2EP-D4.0-M25 4.0 6.0 6.0 25.0 3.85 60 2 °
GM-2EP-D5.0-M16 5.0 6.0 7.5 16.0 4.85 60 2 °
GM-2EP-D5.0-M25 5.0 6.0 7.5 25.0 4.85 70 2 °
. ) R . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstickstoff
™ BN G Hardened steel - f Cast iron :
o Cetiien Alloy steel B E S - Geharteter Stahl Sta'nlelss Nodular | Copper | Aluminum | Titanium | Heatresist
steel 0 Vergiiteter Stahl steel ; alloy
Kohlenstoff Lepgeiier Rostfreier GBS 172 alloy alloy alloy warmfeste
2 Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg e
v ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG g
v v v v v v
. o - B 299
Code key = B231 Cutting data | B431-456 Graphics identification & application B232 Order form for non-standard products B497-B498

ISO Kennzeichen Schnittdaten Graphische Werkzeug- & Anwendungsbeschr. Bestellformular fir Sonderwerkzeuge



Milling : Erdsen
millsEAVellhartmetallschaftfrasen

GM-2ES series for general machining - GIM-2ES Serie fiir allgemeine Bearbeitung

@ 2-flute micro end mills with straight shank b u
2-Schneiden Mirco Eckfraser mit langer Schneide

_— oS- R j
- B 100 — H f
\ L
D<1mm 1mmsD
B L Coated
\@5—0\&5‘ TH AHN E 0~-0.015 @ qg
— —r — — — M—— I I
Dimension(mm)
'I_'I};/F;)e . dAbmessungenH : ZTgErt\r; K%g’g % ;
GM-2ES-D0.3 0.3 4.0 0.6 50 2 °
GM-2ES-D0.4 0.4 4.0 0.8 50 2 °
GM-2ES-D0.5 0.5 4.0 1.0 50 2 °
GM-2ES-D0.6 0.6 4.0 1.2 50 2 °
GM-2ES-D0.7 0.7 4.0 1.4 50 2 °
GM-2ES-D0.8 0.8 4.0 1.6 50 2 °
GM-2ES-D0.9 0.9 4.0 1.8 50 2 °
GM-2ES-D1.0 1.0 4.0 2.0 50 2 °
o GM-2ES-D1.1 1.1 4.0 2.0 50 2 °
g :§ GM-2ES-D1.2 1.2 4.0 2.5 50 2 °
EE GM-2ES-D1.3 1.3 4.0 25 50 2 .
o3 GM-2ES-D1.4 1.4 4.0 3.0 50 2 o
g <=<b> GM-2ES-D1.5 1.5 4.0 3.0 50 2 °
g % GM-2ES-D1.6 1.6 4.0 3.5 50 2 °
a E’ GM-2ES-D1.7 1.7 4.0 3.5 50 2 °
g _(C\'J GM-2ES-D1.8 1.8 4.0 4.0 50 2 °
o) % GM-2ES-D1.9 1.9 4.0 4.0 50 2 °
n > GM-2ES-D2.0 2.0 4.0 4.0 50 2 °
GM-2ES-D2.1 2.1 4.0 4.0 50 2 °
GM-2ES-D2.2 2.2 4.0 4.5 50 2 °
GM-2ES-D2.3 23 4.0 4.5 50 2 °
GM-2ES-D2.4 2.4 4.0 5.0 50 2 °
GM-2ES-D2.5 25 4.0 5.0 50 2 °
GM-2ES-D2.6 2.6 4.0 5.0 50 2 °
GM-2ES-D2.7 2.7 4.0 5.5 50 2 °
GM-2ES-D2.8 2.8 4.0 5.5 50 2 °
GM-2ES-D2.9 2.9 4.0 6.0 50 2 °
GM-2ES-D3.0 3.0 4.0 6.0 50 2 °
. v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstuckstoff
Quenched and .
8 Csat':;? n Plx_llef)y_ steel t?g:gi?treetil'StSetZLi gaeLda'el’r(];(grs tS(-iglhl Stsziggle.ss Cl\?gctnl_lrl:rr]’ Copper | Aluminum | Titanium Heaat"(r)e;sist
gierter ; cast iron alloy alloy alloy
2 Kofg?;rﬁtoff Stahl Rossttgﬁler Grauguss |KupferLeg| Aluleg | Titan Leg walr_n;fgeste
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG
v v v v v v

@ Ex Stock / ab Lager O On demand / auf Anfrage

B300



KMG303

Milling_: Erasen
SSlidlCatbidefena|millsE

\Vollhantmetallschaftfrasern

ZCC CT 2-lute ball nose end mills - ZEC €T 2-Schneiden VHM Kugelkopffraser

5565R302GF

)
a
‘_ KMG303: nano TiAIN coated ultra-fine carbide / nano TiAIN beschichtetes Ultrafeinkornhartmetall

</ K1 I8

[kt ]
P
\
U @) 0=
- - 6535
HA
.8] 8' - — -
o)
raod (e| feser
I - v -’
Dimension(mm) Teeth | Application
'I;ype Abmessungen Zihne | Anwendung . . M
yp
di | dohe) | I b | ds | s | r(f) | a° z et KMG303
5565R302GF-0300 3.00 6 4 57 | 280| 9 150 | 6 2 )
5565R302GF-0400 4.00 6 & 57 | 370 | 12 | 200 | 4 2 )
5565R302GF-0500 5.00 6 6 57 | 460 15 | 250 | 2 2 o
5565R302GF-0600 6.00 6 7 57 | 550 | 20 | 3.00 2 (]
5565R302GF-0800 8.00 8 9 63 | 740 | 26 | 4.00 2 () 5
5565R302GF-1000 10.00| 10 11 72 | 9.20 | 31 5.00 2 ([ J D g
o
5565R302GF-1200 12.00| 12 12 83 |11.00| 37 | 6.00 2 [ J E%
5565R302GF-1600 16.00| 16 16 92 |15.00| 43 | 8.00 2 ([ J g%
5565R302GF-2000 20.00| 20 20 104 | 19.00| 50 |10.00 2 [ J % %
Art. Group No. / Produktgruppe Nr. : 021130 _é "GE_j
@©
o
S <
© 0o
wn >

@ Material Overview - Material Ubersicht

v = Very suitable - Sehr empfohlen

v = Suitable - Empfohlen

Workpiece material

Werkstuckstoff
Quenched and .
. Hardened steel - . Cast iron, .
S Alloy steel temp_(_a el SEE Geharteter Stahl Sta'nlelss Nodular Copper | Aluminum | Titanium sk e
steel a Vergiiteter Stahl steel : alloy
Kohlenstoff Lepgeiier Rostfreier GBS 172 alloy alloy alloy warmfeste
Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg e
~40HRC | ~50HRC | ~55HRC | ~68HRC GGG e
v v v v v v
. e - B 301
Code key B229 Cutting data | B387-414 Graphics identification & application ~ B230 Order form for non-standard products B497-498

ISO Kennzeichen

Schnittdaten

Graphische Werkzeug- & Anwendungsbeschr.

Bestellformular fiirr Sonderwerkzeuge
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Milling : Erdsen
millSEAVollhatmetallschaftfraser

ZCC CT 2-flute ball nose end mills - ZCC CT 2-Schneiden VHM Kugelkopffraser

KMG303: nano TiAIN coated ultra-fine carbide / nano TiAIN beschichtetes Ultrafeinkornhartmetall

=7 5665R202GM

< K3 L8

L —'_'—-'—"-';:'h—-.n‘-
=)
=1 i = 1 el J ) pe )
b =
~ r20 [ geser
el — el
Type Abmossangon i i @ ® m
Typ & Jdhe)| b | b | ds | b | |a | z | Sade KMG303
5665R202GM-0300 | 300 | 6 | 4 | 57 | 280 | 9 |150| 7 | 2 °
5665R202GM-0400 | 400| 6 | 5 | 57 |370| 12 | 200| 5 | 2 °
5665R202GM-0500 | 500 | 6 | 6 | 57 | 460 | 15 |250 | 3 | 2 °
5665R202GM-0600 | 600 | 6 | 7 | 57 | 550 | 20 | 300 | - | 2 °
5665R202GM-0800 | 800 | 8 | 9 | 63 | 740 | 26 |400| - | 2 °
5665R202GM-1000 |10.00| 10 | 11 | 72 | 920| 31 |500| - | 2 °
5665R202GM-1200 | 1200 12 | 12 | 83 |11.00| 37 |6.00| - | 2 °
5665R202GM-1600 |16.00| 16 | 16 | 92 |15.00 43 |800 | - | 2 °
5665R202GM-2000 |20.00| 20 | 20 | 104 |19.00| 50 |10.00] - | 2 °
Art. Group No. / Produktgruppe Nr. : 021130

@ Material Overview - Material Ubersicht

v = Very suitable - Sehr empfohlen

v = Suitable - Empfohlen

Workpiece material

8 Werkstiickstoff
™ Blereee sl Hardened steel - ; Cast iron ;
o Carbon Alloy steel el s Gehirteter Stahl Sta'nle.SS Nodular | Copper | Aluminum | Titanium | Heat resist
steel L Vergiiteter Stahl steel : alloy
Kohlenstoff Legledian Rostfreier casgen Y alloy alloy warmfeste
2 Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg Le
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v

@ Ex Stock / ab Lager

B302

O On demand / auf Anfrage



KMG303

ZCC CT 2-lute ball nose end mills (long) -

Sellic] Gartoiicls enel mills =

Milling_: Erasen

\Vollhantmetallschaftfrasern

ZCC CT 2-Schneiden VHM Kugelkopffraser (Lang)

5566R302GF

ap /
4' KMG303: nano TiAIN coated ultra-fine carbide / nano TiAIN beschichtetes Ultrafeinkornhartmetall

< K1 I8

Iﬂ..‘.
=
._%_‘ o
U @
6535
3 R s— |
l2
| ZCCCT
P .: NORM
Dimension(mm) Teeth | Application
Type Abmessungen Zihne | Anwendung . ‘ B
T
e d Jddhe) | L | b | ds | I | rfe) | o | z | Gade KMG303
5566R302GF-0300 3.00 6 4 75 | 280 | 15 1.50 - 2 o
5566R302GF-0400 4.00 6 5 75 370 | 20 | 2.00 = 2 [ )
5566R302GF-0500 5.00 6 6 80 460 | 25 2.50 - 2 [ ]
5566R302GF-0600 6.00 6 7 80 | 550 | 30 | 3.00 = 2 o
5566R302GF-0800 8.00 8 9 90 | 740 | 35 | 4.00 - 2 o
5566R302GF-1000 10.00| 10 11 100 | 9.20 | 40 | 5.00 - 2 ®
5566R302GF-1200 12.00| 12 12 120 (11.00| 50 | 6.00 - 2 ®
Art. Group No. / Produktgruppe Nr. : 021130

@ Material Overview - Material Ubersicht

—
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2
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v = Very suitable - Sehr empfohlen

v = Suitable - Empfohlen

Workpiece material

Werkstuckstoff
Quenched and .
. Hardened steel - . Cast iron, .
S Alloy steel temp_(_a el SEE Geharteter Stahl Sta'nlelss Nodular Copper | Aluminum | Titanium sk e
steel a Vergiiteter Stahl steel : alloy
Kohlenstoff Lepgeiier Rostfreier GBS 172 alloy alloy alloy warmfeste
Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg e
~40HRC | ~50HRC | ~55HRC | ~68HRC GGG e
v v v v v v
. e - B303
Code key B229 Cutting data | B387-414 Graphics identification & application ~ B230 Order form for non-standard products B497-498

ISO Kennzeichen

Schnittdaten

Graphische Werkzeug- & Anwendungsbeschr.

Bestellformular fiirr Sonderwerkzeuge
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Milling : Erdsen

millsEAVellhartmetallschaftfrasen

GM-2B

B 2-flute ball nose end mills with straight shank
2-Schneiden Kugelkopffraser mit Zylinderschaft

R
A
R e
{ - 10°C H
» L
R
oE E—— = s
H
L
d Coated
SgeoN_ g D<12 0~-0.020
%\AJ TIAIN [0) %% Sa%| [RY) oo | @
Dimension(mm) r
Type Abmessungen e Geometry % ar? ©
Typ anne Ausfiihrung orne
V4
D R d H L KMG 303
GM-2B-R0.5S 1.0 0.5 4 2 50 2 A [}
GM-2B-R0.75S 15 0.75 4 3 50 2 A °
GM-2B-R1.0S 2.0 1.0 4 4 50 2 A [}
GM-2B-R1.25S8 25 1.25 4 5 50 2 A °
GM-2B-R1.5S8 3.0 15 4 6 50 2 A [}
GM-2B-R2.0S 4.0 2.0 4 8 50 2 B °
GM-2B-R0.5 1.0 0.5 6 2 50 2 A [}
GM-2B-R0.75 1.5 0.75 6 3 50 2 A °
GM-2B-R1.0 2.0 1.0 6 4 50 2 A [}
GM-2B-R1.25 2.5 1.25 6 5 50 2 A °
GM-2B-R1.5 3.0 1.5 6 6 50 2 A )
GM-2B-R1.75 35 1.75 6 8 50 2 A °
GM-2B-R2.0 4.0 2.0 6 8 50 2 A °
GM-2B-R2.5 5.0 25 6 10 50 2 A )
GM-2B-R2.75 55 2.75 6 12 50 2 A °
GM-2B-R3.0 6.0 3.0 6 12 50 2 B )
GM-2B-R3.5 7.0 35 8 14 60 2 A °
GM-2B-R4.0 8.0 4.0 8 16 60 2 B [}
GM-2B-R4.5 9.0 4.5 10 18 75 2 A °
GM-2B-R5.0 10 5.0 10 20 75 2 B [}
GM-2B-R6.0 12 6.0 12 24 75 2 B °
GM-2B-R7.0 14 7.0 14 28 75 2 B [}
GM-2B-R8.0 16 8.0 16 32 100 2 B °
GM-2B-R10.0 20 10.0 20 40 100 2 B [}
. i _— . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstiickstoff
™ SIS T Hardened steel - ] Cast iron :
o Carbon Alloy steel el s Gehirteter Stahl Sta'nle.SS Nodular | Copper | Aluminum | Titanium | Heat resist
steel i Vergiiteter Stahl steel ; alloy
Kohlenstoff Ll ey Rostfreier CEEL T alloy sllzy <l warmfeste
Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg Le
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v

@ Ex Stock / ab Lager O On demand / auf Anfrage

B304




Milling_: Erasen
millsEAVellhaitmetallschaftfraser

GM-2BL series for general machining - GIM-2BL. Serie fur allgemeine Bearbeitung

. 2-flute ball nose end mills with with straight shank and long cutting edge
2-Schneiden Kugelkopffraser mit langer Schneide und Zylinderschaft ‘/ n ”

o f———— — o] A
10°T H
| — S L
R
R =D s
H
L
> il Coated
QEON A D<12 0~-0.020
| AN | T0)RE| B e | (P
Dimension(mm) Grade
Type Abmessungen LG Geometry Sorte
T Ausfihrun
yp 9
D R d H L z KMG 303
GM-2BL-R1.0 2.0 1.0 6.0 4.0 75 2 A [ )
GM-2BL-R1.25 25 1.25 6.0 5.0 75 2 A °
GM-2BL-R1.5 3.0 1.5 6.0 6.0 75 2 A )
GM-2BL-R1.75 3.5 1.75 6.0 8.0 75 2 A °
GM-2BL-R2.0 4.0 2.0 6.0 8.0 75 2 A °
GM-2BL-R2.5 5.0 25 6.0 10.0 75 2 A °
GM-2BL-R2.75 5.5 2.75 6.0 12.0 75 2 A °
GM-2BL-R3.0 6.0 3.0 6.0 12.0 75 2 B [}
GM-2BL-R3.5 7.0 35 8.0 14.0 75 2 A [ )
GM-2BL-R4.0 8.0 4.0 8.0 16.0 100 2 B °
GM-2BL-R4.5 9.0 4.5 10.0 18.0 100 2 A )
GM-2BL-R5.0 10.0 5.0 10.0 20.0 100 2 B °
GM-2BL-R6.0 12.0 6.0 12.0 24.0 100 2 B [ ]
GM-2BL-R7.0 14.0 7.0 14.0 28.0 100 2 B °
GM-2BL-R8.0 16.0 8.0 16.0 32.0 150 2 B °
GM-2BL-R10.0 20.0 10.0 20.0 40.0 150 2 B [}
. . L . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstickstoff
™ ClLEneE A Hardened steel - . Cast iron .
o Carbon | Aoy steel EEHEEEe S o Geharteter Stahl Stainless | “Noqular | Copper | Aluminum | Titanium | Heat resist
steel a Vergiiteter Stahl steel : alloy
Kohlenstoff Lepgeiier Rostfreier GBS 172 alloy alloy alloy warmfeste
2 Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg L&
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v
. T, - B305
Code key = B231 Cutting data | B431-456 Graphics identification & application B232 Order form for non-standard products B497-B498

ISO Kennzeichen Schnittdaten Graphische Werkzeug- & Anwendungsbeschr. Bestellformular fir Sonderwerkzeuge

Solid Carbide end mills
Vollhartmetallschaftfraser
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Milling : Erdsen

millsEAVellhartmetallschaftfrasen

GM-2BFP

. 2-flute straight shank ball nose end mills with short cutting edge and long neck

2-Schneiden Kugelkopffraser mit kurzer Schneide und Zylinderschaft

</ K3 I8

Coated

B AN

1D D=<12 0~-0.020
12<D 0~-0.030

R/ ) R0.01

— e — S — ?
I?birgension(mm) Grade
messungen
Type 9 Jeeh Eeaniy Sorte
Typ D R H d M d L z ~ |Ausfihrung) KMG
303
GM-2BFP-R0.5 1.0 0.5 1 0.95 2.5 6 75 2 A (e}
GM-2BFP-R0.75 1.5 0.75 1 1.45 3 6 75 2 A o
GM-2BFP-R1.0 2.0 1.0 2 1.95 4 6 75 2 A (¢]
GM-2BFP-R1.5 3.0 1.5 3 2.85 6 6 75 2 A o
GM-2BFP-R2.0 4.0 2.0 4 3.85 8 6 75 2 A e}
GM-2BFP-R2.5 5.0 25 5 4.85 10 6 75 2 A (e}
GM-2BFP-R3.0 6.0 3.0 6 5.8 12 6 75 2 B o
GM-2BFP-R4.0 8.0 4.0 8 7.8 16 8 100 2 B (e}
GM-2BFP-R5.0 10.0 5.0 10 9.6 20 10 100 2 B (¢]
GM-2BFP-R6.0 12.0 6.0 12 1.5 24 12 100 2 B (¢]
GM-2BFP-R8.0 16.0 8.0 16 15.5 32 16 150 2 B o
GM-2BFP-R10.0 20.0 10.0 20 19.5 40 20 150 2 B e)
. i _— . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstiickstoff
™ Blereee sl Hardened steel - ; Cast iron ;
o Carbon Alloy steel el s Gehirteter Stahl Sta'nle.SS Nodular | Copper | Aluminum | Titanium | Heat resist
steel i Vergiiteter Stahl steel ; alloy
Kohlenstoff Legledian Rostfreier casgen alloy alloy alloy warmfeste
Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg Le
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v

@ Ex Stock / ab Lager

B306

O On demand / auf Anfrage




Milling_: Erasen
millsEAVellhaitmetallschaftfraser

GM-4B series for general machining - GIM-4B Serie fur allgemeine Bearbeitung

@ 4-flute ball nose end mills with straight shank
4-Schneiden Kugelkopffraser mit Zylinderschaft ‘/ u

R
ol | 7{ I (=] A
10°% H
F L R
.= .
o B P
H
L
4 Coated
e | D<12 0~-0.020
| AN | )RR B e | TR
—— — S — S — M —
Dimension(mm) Grade
Type Abmessungen Z-rgﬁrtg Geometry Sorte
Typ Ausfiihrung
4
D R d H L KMG 303
GM-4B-R1.5 3.0 1.5 6.0 6.0 50 4 A °
GM-4B-R2.0 4.0 2.0 6.0 8.0 50 4 A [
GM-4B-R2.5 5.0 2.5 6.0 10.0 50 4 A [}
GM-4B-R3.0 6.0 3.0 6.0 12.0 50 4 B [}
GM-4B-R4.0 8.0 4.0 8.0 16.0 60 4 B )
GM-4B-R5.0 10.0 5.0 10.0 20.0 75 4 B °
GM-4B-R6.0 12.0 6.0 12.0 24.0 75 4 B °
GM-4B-R7.0 14.0 7.0 14.0 28.0 75 4 B [}
GM-4B-R8.0 16.0 8.0 16.0 32.0 100 4 B °
GM-4B-R9.0 18.0 9.0 18.0 36.0 100 4 B [}
GM-4B-R10.0 20.0 10.0 20.0 40.0 100 4 B [}
. ) R . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstiickstoff
™ Quenchiediand Hardened steel - q Cast iron .
o Cetiien Alloy steel B E S - Geharteter Stahl Sta'nlelss Nodular | Copper | Aluminum | Titanium | Heatresist
steel 0 Vergiiteter Stahl steel ; alloy
Kohlenstoff Lepgziizr Rostfreier GBS 172 alloy alloy 2lligy warmfeste
2 Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg L&
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v
. T, - B307
Code key = B231 Cutting data | B431-456 Graphics identification & application B232 Order form for non-standard products B497-B498

ISO Kennzeichen Schnittdaten Graphische Werkzeug- & Anwendungsbeschr. Bestellformular fir Sonderwerkzeuge

Solid Carbide end mills
Vollhartmetallschaftfraser
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Milling : Erdsen

millsEAVellhartmetallschaftfrasen

GM-4BL

. 4-flute ball nose end mills with with straight shank and long cutting edge
4-Schneiden Kugelkopffriaser mit langer Schneide und Zylinderschaft

e

R
o1 7 a A
. 10°0 H
w L
L ; R
B E—
H
L
35N Jcated D<12 0~-0.020
CEN ] AN | PR R won
——— _ _— ) — el et
Dimension(mm) Grade
Type Abmessungen Z.rgﬁrt]g Geometry Sorte
Typ Ausfiihrung
4
D R d H L KMG 303
GM-4BL-R1.5 3.0 1.5 6 6 75 4 A o
GM-4BL-R2.0 4.0 2.0 6 8 75 4 A (¢]
GM-4BL-R2.5 5.0 2.5 6 10 75 4 A o
GM-4BL-R3.0 6.0 3.0 6 12 75 4 B o
GM-4BL-R4.0 8.0 4.0 8 16 100 4 B e}
GM-4BL-R5.0 10.0 5.0 10 20 100 4 B (e}
GM-4BL-R6.0 12.0 6.0 12 24 100 4 B e}
GM-4BL-R7.0 14.0 7.0 14 28 100 4 B (e}
GM-4BL-R8.0 16.0 8.0 16 32 150 4 B o
GM-4BL-R9.0 18.0 9.0 18 36 150 4 B (¢]
GM-4BL-R10.0 20.0 10.0 20 40 150 4 B e}
i i L . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstiickstoff
™ (ST Hardened steel - ] Cast iron :
o Carbon Alloy steel el s Gehirteter Stahl Sta'nle.SS Nodular | Copper | Aluminum | Titanium | Heat resist
steel L Vergiiteter Stahl steel : alloy
Kohlenstoff Legledian Rostfreier casgen alloy alloy alloy warmfeste
Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg Le
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v

B308

@ Ex Stock / ab Lager

O On demand / auf Anfrage



Milling_: Erasen
millsEAVellhaitmetallschaftfraser

GM-2BS series for general machining - GIM=-2BS Serie firr allgemeine Bearbeitung

@ 2-flute tiny ball nose end mills with straight shank
2-Schneiden Micro-Kugelkopffraser mit Zylinderschaft
R
ﬁ' -ol { T S ‘I = - o t
10° LH
T
o S 4 Coated
W )o-oos | RA)memeRsz | (D
] TAIN | o) (BDRee" el | G0
Dimension(mm) Grade
Type Abmessungen S Sorte
T
P D R d H L z KMG 303
GM-2BS-R0.15 0.30 0.15 4.0 0.5 50 2 [ ]
GM-2BS-R0.20 0.40 0.20 4.0 0.6 50 2 [ ]
GM-2BS-R0.25 0.50 0.25 4.0 0.8 50 2 [ )
—
GM-2BS-R0.30 0.60 0.30 4.0 0.9 50 2 ® B 8
GM-2BS-R0.35 0.70 0.35 4.0 1.0 50 2 ® % .g
E
GM-2BS-R0.40 0.80 0.40 4.0 1.2 50 2 ° ° =
GM-2BS-R0.45 0.90 0.45 4.0 1.3 50 2 ° g 3
GM-2BS-R0.50 1.00 0.50 4.0 1.5 50 2 ° g %
GM-2BS-R0.60 1.20 0.60 4.0 18 50 2 . (c;u E
GM-2BS-R0.70 1.40 0.70 4.0 2.0 50 2 [ ] bo] E
meeeT Sl
GM-2BS-R0.75 1.50 0.75 4.0 23 50 2 ® »n>
GM-2BS-R0.80 1.60 0.80 4.0 2.5 50 2 ®
GM-2BS-R0.90 1.80 0.90 4.0 2.7 50 2 ®
GM-2BS-R1.00 2.00 1.00 4.0 3.0 50 2 °
GM-2BS-R1.25 2.50 1.25 4.0 3.7 50 2 [ ]
GM-2BS-R1.50 3.00 1.50 4.0 4.5 50 2 [ ]
. . L . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstickstoff
™ ClLEneE A Hardened steel - . Cast iron .
o Carbon | Aoy steel EEHEEEe S o Geharteter Stahl Stainless | “Noqular | Copper | Aluminum | Titanium | Heat resist
steel a Vergiiteter Stahl steel : alloy
Kohlenstoff Lepgeiier Rostfreier GBS 172 alloy alloy alloy warmfeste
2 Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg L&
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v
. o - B309
Code key = B231 Cutting data | B431-456 Graphics identification & application B232 Order form for non-standard products B497-B498

ISO Kennzeichen Schnittdaten Graphische Werkzeug- & Anwendungsbeschr. Bestellformular fir Sonderwerkzeuge



Milling : Erdsen
millsEAVellhartmetallschaftfrasen

GM-2BP series for general machining -+ GIM=-2BP Serie fur allgemeine Bearbeitung

. 2-flute ball nose end mills with short cutting edge and long neck m
2-Schneiden Kugelkopffraser mit kurzer Schneide und Zylinderschaft
_ R
_ ISy
e — TR P
: — L
| AlN | e BDmE | P
——— — —_— — —_— — —_— st
e I Joen | Grade
D R H di M d L Z KMG 303

GM-2BP-R0.25-M04 0.5 0.25 0.7 0.45 4.0 4.0 50 2 °
GM-2BP-R0.25-M06 0.5 0.25 0.7 0.45 6.0 4.0 50 2 °
GM-2BP-R0.3-M04 0.6 0.3 0.9 0.55 4.0 4.0 50 2 °
GM-2BP-R0.3-M06 0.6 0.3 0.9 0.55 6.0 4.0 50 2 °
GM-2BP-R0.3-M08 0.6 0.3 0.9 0.55 8.0 4.0 50 2 °
o) GM-2BP-R0.4-M04 0.8 0.4 1.2 0.75 40 4.0 50 2 °
= j§ GM-2BP-R0.4-M06 0.8 0.4 1.2 0.75 6.0 4.0 50 2 °
.g = GM-2BP-R0.4-M08 0.8 0.4 12 0.75 8.0 4.0 50 2 °
o '<C<g GM-2BP-R0.4-M10 0.8 0.4 1.2 0.75 10.0 4.0 50 2 °
g E GM-2BP-R0.5-M04 1.0 0.5 15 0.95 4.0 4.0 50 2 °
g GE’ GM-2BP-R0.5-M06 1.0 0.5 15 0.95 6.0 4.0 50 2 °
g E GM-2BP-R0.5-M08 1.0 0.5 15 0.95 8.0 4.0 50 2 °
5o GM-2BP-R0.5-M10 1.0 0.5 15 0.95 10.0 4.0 50 2 °
®= GM-2BP-R0.5-M12 1.0 0.5 15 0.95 12.0 4.0 50 2 °
GM-2BP-R0.6-M06 1.2 0.6 1.8 1.15 6.0 4.0 50 2 °
GM-2BP-R0.6-M08 1.2 0.6 1.8 1.15 8.0 4.0 50 2 °
GM-2BP-R0.6-M12 1.2 0.6 1.8 1.15 12.0 4.0 50 2 °
GM-2BP-R0.6-M16 1.2 0.6 1.8 1.15 16.0 4.0 50 2 °
GM-2BP-R0.75-M08 15 0.75 2.3 1.45 8.0 4.0 50 2 °
GM-2BP-R0.75-M12 15 0.75 2.3 1.45 12.0 4.0 50 2 °
GM-2BP-R0.75-M16 15 0.75 2.3 1.45 16.0 4.0 50 2 °
GM-2BP-R1.0-M06 2.0 1.0 3.0 1.95 6.0 4.0 50 2 °
GM-2BP-R1.0-M08 2.0 1.0 3.0 1.95 8.0 4.0 50 2 °
GM-2BP-R1.0-M10 2.0 1.0 3.0 1.95 10.0 4.0 50 2 °
GM-2BP-R1.0-M12 2.0 1.0 3.0 1.95 12.0 4.0 50 2 °
GM-2BP-R1.0-M16 2.0 1.0 3.0 1.95 16.0 4.0 50 2 °
GM-2BP-R1.0-M20 2.0 1.0 3.0 1.95 20.0 4.0 50 2 °
GM-2BP-R1.25-M08 2.5 1.25 3.7 24 8.0 4.0 50 2 °
GM-2BP-R1.25-M12 25 1.25 3.7 2.4 12.0 4.0 50 2 °
GM-2BP-R1.25-M16 25 1.25 3.7 2.4 16.0 4.0 60 2 °
GM-2BP-R1.25-M20 25 1.25 3.7 2.4 20.0 4.0 60 2 °

@ Ex Stock / ab Lager O On demand / auf Anfrage

B310



Milling_: Erasen
millsEAVellhaitmetallschaftfraser

GM-2BP series for general machining -+ GIM-2BP Serie fur allgemeine Bearbeitung

B 2-flute straight shank ball nose end mills with short cutting edge and long neck u
2-Schneiden Kugelkopffraser mit kurzer Schneide und Zylinderschaft
- S - R
—_— of F— ] =%
- = o = 1H]
\ oM
L
o BN _i Coated
S50 o ID 0~-0.015 R ) R£0.005 R<0.5 $
. F R:0.01 R20.5 |
] AN | TR)oees) BDRRE ] @)
Dimension(mm) Grade
Teeth
‘I_'Iype Abmessungen Z5hne Sorte
(e D R H di M d L z KMG 303
GM-2BP-R1.5-M08 3.0 1.5 4.5 2.85 8.0 6.0 50 2 [}
GM-2BP-R1.5-M10 3.0 1.5 4.5 2.85 10.0 6.0 50 2 [}
GM-2BP-R1.5-M12 3.0 1.5 4.5 2.85 12.0 6.0 50 2 °
GM-2BP-R1.5-M16 3.0 18 4.5 2.85 16.0 6.0 60 2 °
GM-2BP-R1.5-M20 3.0 1.5 4.5 2.85 20.0 6.0 60 2 °
GM-2BP-R2.0-M10 4.0 2.0 6.0 3.85 10.0 6.0 60 2 ° g
[}
GM-2BP-R2.0-M16 4.0 2.0 6.0 3.85 16.0 6.0 60 2 ° % g
GM-2BP-R2.0-M20 4.0 2.0 6.0 3.85 20.0 6.0 60 2 [} o %
c £
GM-2BP-R2.0-M25 4.0 2.0 6.0 3.85 25.0 6.0 60 2 [ ] o 8
[ —
GM-2BP-R2.5-M16 5.0 253 7.5 4.85 16.0 6.0 60 2 ° 8
o o
GM-2BP-R2.5-M25 5.0 25 7.5 4.85 25.0 6.0 70 2 ) E e
O™
®
S <
© 0o
wn >
. ) R . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstickstoff
™ CISE L) T Hardened steel - . Cast iron .
o Cetiien Alloy steel B E S - Geharteter Stahl Sta'nlelss Nodular | Copper | Aluminum | Titanium | Heatresist
steel f Vergiiteter Stahl steel : alloy
Kohlenstoff Lepgeiier Rostfreier GBS 172 alloy alloy 2lligy warmfeste
2 Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg L&
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v
. T, - B311
Code key = B231 Cutting data | B431-456 Graphics identification & application B232 Order form for non-standard products B497-B498

ISO Kennzeichen Schnittdaten Graphische Werkzeug- & Anwendungsbeschr. Bestellformular fir Sonderwerkzeuge
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Milling : Erdsen

millsEAVellhartmetallschaftfrasen

GM-2R series for general machining - GIM-2R  Serie fur allgemeine Bearbeitung

. 2-flute radius end mills with straight shank
2-Schneiden Radius-Schaftfraser und Zylinderschaft

L /4

- R
i — PS4
ﬂ 10% 3 H
L
R
c S
o oated | 1
S AN | D)eem| P g
——— —y & 2 = L
Dimension(mm
'I_'I};;:)e Abmessun(gen) ggﬁ;’; %E)ar? ee
D R d H L Z KMG 303
GM-2R-D1.0R0.2 1.0 0.2 4 3 50 2 o
GM-2R-D1.5R0.2 1.5 0.2 4 4 50 2 o
GM-2R-D2.0R0.2 2.0 0.2 4 6 50 2 o
GM-2R-D2.0R0.5 2.0 0.5 4 6 50 2 o
GM-2R-D2.5R0.2 25 0.2 4 8 50 2 o
GM-2R-D2.5R0.5 2.5 0.5 4 8 50 2 o
GM-2R-D3.0R0.2 3.0 0.2 4 8 50 2 o
GM-2R-D3.0R0.3 3.0 0.3 4 8 50 2 o
GM-2R-D3.0R0.5 3.0 0.5 4 8 50 2 o
GM-2R-D4.0R0.2 4.0 0.2 4 11 50 2 o
GM-2R-D4.0R0.3 4.0 0.3 4 1 50 2 o
GM-2R-D4.0R0.5 4.0 0.5 4 1 50 2 o
GM-2R-D4.0R1.0 4.0 1.0 4 1 50 2 o
GM-2R-D5.0R0.3 5.0 0.3 6 13 50 2 o
GM-2R-D5.0R0.5 5.0 0.5 6 13 50 2 o
GM-2R-D5.0R1.0 5.0 1.0 6 13 50 2 o
GM-2R-D6.0R0.3 6.0 0.3 6 16 50 2 o
GM-2R-D6.0R0.5 6.0 0.5 6 16 50 2 o
GM-2R-D6.0R1.0 6.0 1.0 6 16 50 2 o
GM-2R-D8.0R0.3 8.0 0.3 8 20 60 2 o
GM-2R-D8.0R0.5 8.0 0.5 8 20 60 2 o
GM-2R-D8.0R1.0 8.0 1.0 8 20 60 2 o
GM-2R-D10.0R0.5 10.0 0.5 10 25 75 2 o
GM-2R-D10.0R1.0 10.0 1.0 10 25 75 2 o
GM-2R-D10.0R1.5 10.0 1.5 10 25 75 2 °
GM-2R-D10.0R2.0 10.0 2.0 10 25 75 2 o
GM-2R-D12.0R0.5 12.0 0.5 12 30 75 2 o
GM-2R-D12.0R1.0 12.0 1.0 12 30 75 2 o
GM-2R-D12.0R1.5 12.0 1.5 12 30 75 2 o
GM-2R-D12.0R2.0 12.0 2.0 12 30 75 2 °
.. v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstuickstoff
Quenched and .

8 C:trebgl n Plx_lleoy_ steel tgrlgpi?treetirﬁsetih g?eﬁé‘ler’r(]eetirs tSetglhl Stsa:Lrgle§s Cl\?tfétl}rlgrr" Copper | Aluminum | Titanium Hez;t"(r)eysist
Kohlenstoff gl Rostfreier casgen alloy alloy _alloy warmfeste
Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg Leg

e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG
v v v v v v v v

B312

@ Ex Stock / ab Lager

O On demand / auf Anfrage



Milling_: Erasen
millsEAVellhaitmetallschaftfraser

GM-4R series for general machining - GIM-4R Serie fir allgemeine Bearbeitung

@ 4-flute radius end mills with straight shank
4-Schneiden Radius-Schaftfraser und Zylinderschaft Ll'

<[
B
e~ Coated
835 J TIAIN ID 0~-0.020 %
Dimension(mm) Grade
Type Abmessungen Teeth Geometry
T Zahne Ausfih Sorte
yp 7 usfiihrung
D R d H L KMG 303
GM-4R-D3.0R0.2 3.0 0.2 4 50 4 A °
GM-4R-D4.0R0.3 4.0 0.3 4 10 50 4 B (e}
GM-4R-D4.0R0.5 4.0 0.5 4 10 50 4 B °
GM-4R-D5.0R0.5 5.0 0.5 6 13 50 4 A ®
GM-4R-D5.0R1.0 5.0 1.0 6 13 50 4 A °
GM-4R-D6.0R0.5 6.0 0.5 6 16 50 4 B ® 5
n
GM-4R-D6.0R1.0 6.0 1.0 6 16 50 4 B . 2 ®
GM-4R-D8.0R0.5 8.0 05 8 20 60 4 B . E £
GM-4R-D8.0R1.0 8.0 1.0 8 20 60 4 B ° So
[}
GM-4R-D10.0R0.5 10.0 0.5 10 25 75 4 B ) 8 %
GM-4R-D10.0R1.0 10.0 1.0 10 25 75 4 B . s E
GM-4R-D10.0R2.0 10.0 2.0 10 25 75 4 B . RE=
©
GM-4R-D10.0R3.0 10.0 3.0 10 25 75 4 B ° g =
GM-4R-D12.0R0.5 12.0 0.5 12 30 75 4 B ® C?) g
GM-4R-D12.0R1.0 12.0 1.0 12 30 75 4 B °
GM-4R-D12.0R2.0 12.0 2.0 12 30 75 4 B ®
GM-4R-D12.0R3.0 12.0 3.0 12 30 75 4 B ®
. . L . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstickstoff
™ e dland Hardened steel - f Cast iron :
o Carbon | Aoy steel EEHEEEe S o Geharteter Stahl Stainless | “Noqular | Copper | Aluminum | Titanium | Heat resist
steel a Vergiiteter Stahl steel : alloy
Kohlenstoff Lepgeiier Rostfreier GBS 172 alloy alloy alloy warmfeste
2 Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg L&
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v v v
. o - B313
Code key = B231 Cutting data | B431-456 Graphics identification & application B232 Order form for non-standard products B497-B498

ISO Kennzeichen Schnittdaten Graphische Werkzeug- & Anwendungsbeschr. Bestellformular fir Sonderwerkzeuge
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Milling : Erdsen

millsEAVellhartmetallschaftfrasen

GM-4RL series for general machining - GM=4RL Serie fiir allgemeine Bearbeitung

@ 4-flute radius end mills with straight shank

4-Schneiden Gesenkfraser mit Eckenradius u. Zylinderschaft

. J
\3—55 4 Coated D %
D | 0~-0.020
=S AN | ] >
Dimension(mm) Grade
Teeth
'I_'Iyyppe Abmessungen Z5hne Sorte
D R d H L Z KMG 303
GM-4RL-D6.0R0.5 6.0 0.5 6 16 75 4 °
GM-4RL-D6.0R1.0 6.0 1.0 6 16 75 4 °
GM-4RL-D8.0R0.5 8.0 0.5 8 20 100 4 °
GM-4RL-D8.0R1.0 8.0 1.0 8 20 100 4 °
GM-4RL-D10.0R0.5 10.0 0.5 10 25 100 4 °
GM-4RL-D10.0R1.0 10.0 1.0 10 25 100 4 [}
GM-4RL-D10.0R2.0 10.0 2.0 10 25 100 4 )
GM-4RL-D12.0R0.5 12.0 0.5 12 30 100 4 o
GM-4RL-D12.0R1.0 12.0 1.0 12 30 100 4 °
GM-4RL-D12.0R2.0 12.0 2.0 12 30 100 4 °
GM-4RL-D16.0R1.0 16.0 1.0 16 45 150 4 °
GM-4RL-D16.0R2.0 16.0 2.0 16 45 150 4 °
. i L . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
Werkstuickstoff
Quenched and .
i Hardened steel - A Cast iron, A
Carbon Alloy steel temp_g il Geharteter Stahl Sta'nle.SS Nodular Copper | Aluminum | Titanium Heat resist
steel L Vergiiteter Stahl steel : alloy
Kohlenstoff Legledian Rostfreier casgen alloy alloy alloy warmfeste
2 Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg Le
~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v v v v

B314

@ Ex Stock / ab Lager

O On demand / auf Anfrage



Milling_: Erasen
millSEAVollhartmetallschaftfrasen

DIN 6527L Roughing end mills - DIN 6527L VHM Schruppfraser

@ 5602R303/304GR ﬂ b u

KMG303: nano TiAIN coated ultra-fine carbide / nano TiAIN beschichtetes Ultrafeinkornhartmetall

0.05-0.10 ]
45° S DIN
b . 6535
HB
— I

e

aao?| (el M

et —f

Type Abmessungen’ Zinme | Anwendung ®® s
Typ di(hio) | da(he) s I 2 Grade KMG303
5602R303GR-0600 6 6 13 57 3 ®
5602R303GR-0800 8 8 19 63 3 ®
5602R304GR-1000 10 10 22 72 4 ([
5602R304GR-1200 12 12 26 83 4 ()
5602R304GR-1600 16 16 32 92 4 ([
5602R304GR-2000 20 20 38 104 4 ®
Art. Group No. / Produktgruppe Nr. : 021130

—
2
2
EE
(]
25
o2
88
&3
©
b=
O(U
o <
53
»n S

v = Very suitable - Sehr empfohlen

@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstickstoff
™ ClLEneE A Hardened steel - . Cast iron .
o Carbon Alloy steel gl Sl Geharteter Stahl Sta'nlelss Nodular | Copper | Aluminum | Titanium Heat resist
steel i Vergiiteter Stahl steel i alloy
Kohlenstoff Lepgeiier Rostfreier GBS 172 alloy alloy alloy warmfeste
2 Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg L&
v ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG g
v v v v v v v
. e - B315
Code key B229 Cutting data | B387-414 Graphics identification & application ~ B230 Order form for non-standard products B497-498

ISO Kennzeichen Schnittdaten Graphische Werkzeug- & Anwendungsbeschr. Bestellformular fiirr Sonderwerkzeuge
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Milling : Erdsen

millsEAVellhartmetallschaftfrasen

GM-4W series for general machining -+ GIMI-4W Serie fur allgemeine Bearbeitung

. 4-flute end mills with straight shank for roughing

4-Schneiden Schruppfraser mit Zylinderschaft

—

10<D<18 0~-0.07 18<D 0~-0.084

zo% Tﬁ [/@?H"%_J E D<6 0~-0.048

» Most suitable for effectively rough machining.
* Besonders empfohlen fur die Schruppbearbeitung.

6<D<10 0~-0.058

et

RS

S

C L LS

[
(O]
n
EQ
fas
=
(v ==
©
<
[8}
i
]
-
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=
o
>

Dimension(mm)
Type Abmessungen Teeth Geometry Grade
Typ Zagne Ausflihrung Sorte
D d H L KMG 405
GM-4W-D6.0 6 16 50 4 B °
GM-4W-D7.0 7 20 60 4 A o
GM-4W-D8.0 8 20 60 4 B °
GM-4W-D9.0 9 10 22 75 4 A (]
GM-4W-D10.0 10 10 25 75 4 B )
GM-4W-D11.0 11 12 26 75 4 A °
GM-4W-D12.0 12 12 30 75 4 B )
GM-4W-D16.0 16 16 45 100 4 B [}
GM-4W-D20.0 20 20 45 100 4 B [}
i i L . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstiickstoff
<t (ST Hardened steel - ] Cast iron :
o Carbon Alloy steel el s Gehirteter Stahl Sta'nle.SS Nodular | Copper | Aluminum | Titanium | Heat resist
steel L Vergiiteter Stahl steel : alloy
Kohlenstoff Legledian Rostfreier casgen alloy alloy Y warmfeste
2 Stahl Stahl Grauguss |Kupfer Leg| Aluleg | Titan Leg Le
e ~40HRC | ~50HRC | ~55HRC | ~68HRC GGG 9
v v v v v

@ Ex Stock / ab Lager

B316

O On demand / auf Anfrage




Milling.: Erasen
millISEAVellhartmetallschaftfraser

Recommended cutting data - Empfohlene Schnittdaten

GM-2E | GM-2EL

Workpiece Cast iron, Carbon steel, Alloy | Carbon steel, Alloy | Pre-hardened steel, Pre-hardened steel,
material NOdcl;J 'rgﬁgﬁitsim" Kohleitsetglffstahl Kohle?]tsetg!‘fstahl 'gkrjr?;:rgzdsiggl Stainless steel gﬁ?;;g?jds?:g
Werksttick- GGG Leg. Stahl Leg. Stahl Verglteter Stahl Rostfreier Stahl Vergteter Stahl
material ~750N/mm? ~30HRC ~40HRC ~50HRC
Diameter @ Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed
Durchmesser Drel:]z_a1hl Vorschyb Dre[\z_a1hl Vorschyb Drehz_a1hl Vorsch.ub Dreflz_a1hl Vorschyb Drehz_a1hl Vorschgb Drel:]z_a1hl Vorschgb
(mm) (min ") | (mm/min) | (mMin ) | (mm/min)| (mMin"") |(mm/min)| (Min"") |(mm/min)| (Min"") |(mm/min)| (Min") |(mm/min)
1 20000 165 20000 165 20000 135 20000 135 20000 50 20000 100
2 15000 265 15000 265 15000 240 15000 235 11150 70 13000 150
3 14000 455 14000 455 13000 420 10600 350 7500 100 8500 275
4 10800 465 10800 465 10000 430 8000 355 5500 110 6500 280
5 8200 485 8200 485 7600 450 6400 370 4500 110 5000 295
6 7000 500 7000 500 6400 460 5300 385 3700 115 4200 300
8 5200 495 5200 495 4800 455 4000 380 2800 115 3200 305
10 4200 485 4200 485 3800 450 3200 370 2200 115 2500 290
12 3500 485 3500 485 3200 450 2650 370 1850 115 2100 290
14 3000 455 3000 455 2700 420 2300 350 1600 110 1800 275
16 2600 455 2600 455 2400 420 2000 350 1400 100 1600 275
18 2300 445 2300 445 2100 410 1800 345 1250 100 1400 270
20 2050 445 2050 445 1900 410 1600 345 1100 100 1250 270
Ae<=_0>. 1D Agio; 05D
Ap=1D Ap=1D
Max. cutting depth
max Schnitttiefe
Ae=1D
Milling slot - Nutenfrasen Ae=1D
Ap %] Ap
@1<D<@3 0.15D Ap=0.05D
@3<D 0.3D

1. The above table shows the standard value of side milling. When slot milling, of rotating speed 50%~70% and feed rate like mentioned

above 40%~60%.
. Please select high precise machine and tool holder.
. Please use air blow or cutting liquid with high mist retardant property.
. Down milling is recommended in side milling.
. Vibration and unusual noise may be generated if the machine rigidity and workpiece fixture stability is low, please reduce the rotating speed
and feed rate like mentioned above.
. Make overhang as short as possible if no interference.

o GabhWN

1. Die obige Tabelle zeigt Standard Werte fiir das Eckfrésen. Bei Nutenfrdsen, Schnittgeschwindigkeit auf 50-70% und den Vorschub auf 40-

60% reduzieren.

SIS ENEIN

Bitte prazise Maschinen und Werkzeughalter verwenden.
. Bitte Luftkiihlung oder Schneidflussigkeit benutzen.

. Empfohlene Frasmethode: Gleichlauffrasen.

. Bei Vibrationen oder untiblichen Gerauschen reduzieren Sie die Schnittdaten (wie oben empfohlen) entsprechend.
. Werkzeugauskragung so kurz wie méglich wéhlen.
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B434

Milling
millsEAVellhaitmetallschaftfrasen

- Erasen

Recommended cutting data - Empfohlene Schnittdaten

GM-2F| GM-2FL

Workpiece St e Carbon steel, Alloy | Carbon steel, Alloy | Pre-hardened steel, Pre-hardened steel,
: b steel steel Quenched and f Quenched and
mater_l_al Nodcl;JIar cast iron Kohlenstoffstahl Kohlenstoffstahl tempered steel rfta't?'e.ss %tteill tempered steel
WerkStL_‘Ck' rglégGuss Leg. Stahl Leg. Stahl Vergteter Stahl OStieiega Verguteter Stahl
material ~750N/mm? ~30HRC ~40HRC ~50HRC
Diameter @ Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed
Durchmesser Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub
(mm) (min™") | (mm/min) | (min"") [(mm/min)| (min"") |(mm/min)| (mMin"") |(mMm/min)| (Min~) |(mm/min)| (Min~") |(mm/min)
1 20000 115 20000 115 20000 95 20000 95 20000 35 20000 70
2 15000 185 15000 185 15000 170 15000 165 11150 50 13000 105
3 14000 320 14000 320 13000 295 10600 245 7500 70 8500 190
4 10800 325 10800 325 10000 300 8000 250 5500 80 6500 195
5 8200 340 8200 340 7600 315 6400 260 4500 80 5000 205
6 7000 350 7000 350 6400 320 5300 270 3700 80 4200 210
8 5200 345 5200 345 4800 320 4000 265 2800 80 3200 210
10 4200 340 4200 340 3800 315 3200 260 2200 80 2500 200
12 3500 340 3500 340 3200 315 2650 260 1850 80 2100 200
14 3000 320 3000 320 2700 295 2300 245 1600 80 1800 190
16 2600 320 2600 320 2400 295 2000 245 1400 70 1600 190
18 2300 310 2300 310 2100 290 1800 240 1250 70 1400 190
20 2050 310 2050 310 1900 290 1600 240 1100 70 1250 190
2e=0.1D ae=0.05D
ap=1D ap=1D
=
g3
o E
£c
E <
3 O
owm
% X
@ ©
S € ae=1D
Milling slot Nutenfréasen
1) Ap ae=1D
a A
P 21D<@3 0.15D ap=0.05D
@3<D 0.3D

D ab~hWN

oo hwN

and feed rate like mentioned above.

. Make overhang as short as possible if no interference.

. The above table shows the standard value of side milling. When slot milling, of rotating speed 50%~70% and feed rate like mentioned
above 40%~60%.

. Please select high precise machine and tool holder.

. Please use air blow or cutting liquid with high mist retardant property.

. Down milling is recommended in side milling.

. Vibration and unusual noise may be generated if the machine rigidity and workpiece fixture stability is low, please reduce the rotating speed

. Die obige Tabelle zeigt Standard Werte furr das Eckfrasen. Bei Nutenfrasen, Schnittgeschwindigkeit auf 50-70% und den Vorschub auf 40-
60% reduzieren.

. Bitte prézise Maschinen und Werkzeughalter verwenden.

. Bitte Luftkiihlung oder Schneidflussigkeit benutzen.

. Empfohlene Frasmethode: Gleichlauffrasen.

. Bei Vibrationen oder uniblichen Gerduschen reduzieren Sie die Schnittdaten (wie oben empfohlen) entsprechend.

. Werkzeugauskragung so kurz wie méglich wahlen.




Milling.: Erasen

Recommended cutting data - Empfohlene Schnittdaten

GM-2EX

imillISEAVellhartmetallschaftfraser

Workpiece Cast iron, Carbon steel, Alloy | Carbon steel, Alloy | Pre-hardened steel, Pre-hardened steel,
: Nodular cast iron steel steel Quenched and . Quenched and
materlllal Grauguss Kohlenstoffstahl Kohlenstoffstahl tempered steel r\?talt?le_ss SS'tte%II tempered steel
Werksttick- GGG Leg. Stahl Leg. Stahl Verguteter Stahl SRS Verguteter Stahl
material ~750N/mm? ~30HRC ~40HRC ~50HRC
Diameter @ Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed
Durchmesser Drehza1hl Vorschub Drehza1hl Vorschub Drehza1hl Vorschub Drehza1hl Vorschub Drehza1hl Vorschub Drehzz-%hl Vorschub
(mm) (min™") | (mm/min) | (min"") |[(mm/min)| (min"") |(mm/min)| (Min”) |(mm/min)| (Min~) |(mm/min)| (Min~) |(mm/min)
6 5800 375 5800 375 5300 345 4250 275 2650 60 3600 230
8 4400 375 4400 375 4000 345 3180 275 2000 60 2700 235
10 3500 365 3500 365 3200 330 2550 265 1600 60 2150 220
12 2900 365 2900 365 2650 330 2120 265 1350 60 1800 220
16 2200 345 2200 345 2000 315 1590 250 1000 50 1350 210
20 1750 340 1750 340 1600 310 1270 245 800 45 1050 205
ae=0.02D
= 4 7
[SI
2
22
= E ap=3D
i)
owm
;X
X ©
©
E E

o AOWON -

AR WN =

and feed rate like mentioned above.

. Please select high precise machine and tool holder.
. Please use air blow or cutting liquid with high mist retardant property.
. Down milling is recommended in side milling.
. Vibration and unusual noise may be generated if the machine rigidity and workpiece fixture stability is low, please reduce the rotating speed

. Make overhang as short as possible if no interference.

. Bitte prézise Maschinen und Werkzeughalter verwenden.
. Bitte Luftkiihlung oder Schneidflussigkeit benutzen.

. Empfohlene Frasmethode: Gleichlauffrasen.

. Bei Vibrationen oder untiblichen Gerauschen reduzieren Sie die Schnittdaten (wie oben empfohlen) entsprechend.
. Werkzeugauskragung so kurz wie méglich wéhlen.
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B436

Milling : Erdsen
millsEAVellhaitmetallschaftfrasen

Recommended cutting data - Empfohlene Schnittdaten

GM-2EFP

Workpiece St e Carbon steel, Alloy | Carbon steel, Alloy | Pre-hardened steel, Pre-hardened steel,
: b steel steel Quenched and f Quenched and
mater_l_al Nodcl;JIar cast iron Kohlenstoffstahl Kohlenstoffstahl tempered steel sta't?'e.ss %ttecﬂl tempered steel
WerkStL"CK' rglgeuss Leg. Stahl Leg. Stahl Vergteter Stahl OStieiega Verguteter Stahl
material ~750N/mm? ~30HRC ~40HRC ~50HRC
Diameter @ Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed
Durchmesser Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub Drehze}hl Vorschub
(mm) (min™") | (mm/min) | (min"") [(mm/min)| (min"") |(mm/min)| (mMin"") |(mMm/min)| (Min~) |(mm/min)| (Min~") |(mm/min)
6 7000 650 7000 650 6400 600 5300 500 3700 150 4200 390
8 5200 645 5200 645 4800 590 4000 495 2800 150 3200 395
10 4200 630 4200 630 3800 585 3200 480 2200 150 2500 380
12 3500 630 3500 630 3200 585 2650 480 1850 150 2100 380
16 2600 590 2600 590 2400 545 2000 455 1400 130 1600 355
20 2050 580 2050 580 1900 530 1600 450 1100 130 1250 350
ae=0.1D —— 1 ae=0.05D
ap=1D ap=1D
=
Q o
Se
o E
£ ¢
Ec
> 0
oW
x X
® ©
S E -
ae=1D - = =1D
Milling slot Nutenfrasen Ae=
s 2 o ap=0.05D
i @1sD<@3 0.15D
@3<D 0.3D

. The above table shows the standard value of side milling. When slot milling, of rotating speed 50%~70% and feed rate like mentioned
above 40%~60%.

. Please select high precise machine and tool holder.

. Please use air blow or cutting liquid with high mist retardant property.

. Vibration and unusual noise may be generated if the machine rigidity and workpiece fixture stability is low, please reduce the rotating speed
and feed rate like mentioned above.
. Make overhang as short as possible if no interference.

2
3
4. Down milling is recommended in side milling.
5
6

. Die obige Tabelle zeigt Standard Werte fiir das Eckfrasen. Bei Nutenfrésen, Schnittgeschwindigkeit auf 50-70% und den Vorschub auf 40-
60% reduzieren.

. Bitte prézise Maschinen und Werkzeughalter verwenden.

. Bitte Luftkiihlung oder Schneidflussigkeit benutzen.

2
3
4. Empfohlene Frasmethode: Gleichlauffrasen.
5
6

. Bei Vibrationen oder untiblichen Gerauschen reduzieren Sie die Schnittdaten (wie oben empfohlen) entsprechend.
. Werkzeugauskragung so kurz wie méglich wéahlen.



Milling.: Erasen
imillISEAVellhartmetallschaftfraser

Recommended cutting data - Empfohlene Schnittdaten

GM-3E | GM-3EL

Workpiece Cast iron Carbon steel, Alloy | Carbon steel, Alloy | Pre-hardened steel, Pre-hardened steel,
i b steel steel Quenched and . Quenched and
mater.l.al NOdglar cast iron Kohlenstoffstahl Kohlenstoffstahl tempered steel stalt?le§s %tteehll tempered steel
WerkStL_‘Ck' rglégGuss Leg. Stahl Leg. Stahl Verguteter Stahl OStieiega Verguteter Stahl
material ~750N/mm? ~30HRC ~40HRC ~50HRC
Diameter @ Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed
Durchmesser Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub
(mm) min™) | (mm/min) | (min™") | mm/min)| (min™") | mmmin)| min™) | mmmin)| (min) | mm/min)| min™") | (mm/min)
1 20000 215 20000 215 20000 175 20000 175 20000 65 20000 130
2 15000 345 15000 345 15000 310 15000 305 11150 90 13000 195
3 14000 590 14000 590 13000 546 10600 455 7500 130 8500 360
4 10800 600 10800 605 10000 560 8000 460 5500 145 6500 365
5 8200 630 8200 630 7600 585 6400 480 4500 145 5000 380
6 7000 650 7000 650 6400 600 5300 500 3700 150 4200 390
8 5200 645 5200 645 4800 590 4000 495 2800 150 3200 400
10 4200 630 4200 630 3800 585 3200 480 2200 150 2500 380
12 3500 630 3500 630 3200 585 2650 480 1850 150 2100 380
14 3000 590 3000 590 2700 545 2300 455 1600 145 1800 360
16 2600 590 2600 590 2400 545 2000 455 1400 130 1600 360
18 2300 580 2300 580 2100 530 1800 450 1250 130 1400 350
20 2050 580 2050 580 1900 530 1600 450 1100 130 1250 350
ae=0.1D 2e=0.05D
ap=1 D ap=1 5D
I=
aQ
[Tl
SR
o
c C
£5
3N
%8
=S S ae=1D Milling slot Nutenfrasen ae=1D
(4] Ap _
ap 21<D<03 0.15D a=0.05D
@3<D 0.3D

o OAWN

ouThwWN

above 40%~60%.

. Please select high precise machine and tool holder.

Please use air blow or cutting liquid with high mist retardant property.
Down milling is recommended in side milling.

and feed rate like mentioned above.

60% reduzieren.

. Make overhang as short as possible if no interference.

Bitte prazise Maschinen und Werkzeughalter verwenden.

. Bitte Luftkiihlung oder Schneidflussigkeit benutzen.
. Empfohlene Frasmethode: Gleichlauffrasen.

. Bei Vibrationen oder uniiblichen Gerduschen reduzieren Sie die Schnittdaten (wie oben empfohlen) entsprechend.
. Werkzeugauskragung so kurz wie méglich wéahlen.

. The above table shows the standard value of side milling. When slot milling, of rotating speed 50%~70% and feed rate like mentioned

. Vibration and unusual noise may be generated if the machine rigidity and workpiece fixture stability is low, please reduce the rotating speed

. Die obige Tabelle zeigt Standard Werte fur das Eckfrédsen. Bei Nutenfrasen, Schnittgeschwindigkeit auf 50-70% und den Vorschub auf 40-
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Milling
millsEAVellhaitmetallschaftfrasen

- Erasen

Recommended cutting data - Empfohlene Schnittdaten

GM-4E-G | GM-4EL-G

Workpiece Cast iron Carbon steel, Alloy | Carbon steel, Alloy | Pre-hardened steel, Pre-hardened steel,
material Nodular castron | opiensiafistahl | Kohlensioffstahl | tamaeid el | Staimlesssteel | Juenened 20
WerkStl_JCk' Grglé;geuss Leg. Stahl Leg. Stahl Vergteter Stahl Rostfreier Stahl Vergteter Stahl
material ~750N/mm’ ~30HRC ~40HRC ~50HRC
Diameter @ Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed
Durchmesser Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub
(mm) min™y | (mm/min)| (min™) | mm/min)| min™") | mmmin)| min™) | mmminy| minT) | mmmin)| min™") | mm/min)
1 20000 225 20000 225 20000 180 20000 180 20000 80 20000 135
2 15000 360 15000 360 15000 325 15000 315 11150 90 13000 200
3 14000 610 14000 610 13000 570 10600 470 7500 110 8500 370
4 10800 630 10800 630 10000 575 8000 480 5500 115 6500 380
5 8200 660 8200 660 7600 600 6400 505 4500 115 5000 400
6 7000 675 7000 675 6400 620 5300 515 3700 120 4200 405
8 5200 665 5200 665 4800 610 4000 510 2800 120 3200 415
10 4200 660 4200 660 3800 600 3200 505 2200 120 2500 390
12 3500 660 3500 660 3200 600 2650 505 1850 120 2100 390
14 3000 610 3000 610 2700 570 2300 470 1600 115 1800 370
16 2600 610 2600 610 2400 570 2000 470 1400 110 1600 370
18 2300 600 2300 600 2100 560 1800 460 1250 95 1400 365
20 2050 600 2050 600 1900 560 1600 460 1100 95 1250 365
A(i=_0>. 1D Agi(} 05D
Ap=1.5D Ap=1.5D
Max. cutting depth
max Schnitttiefe
Ae=1D Ae=1D
Milling slot - Nutenfrésen
Ap 2 Ap Ap=0.05D
21=D<@3 0.15D
@3<D 0.3D

1. The above table shows the standard value of side milling. When slot milling, of rotating speed 50%~70% and feed rate like mentioned

above 40%~60%.
. Please select high precise machine and tool holder.
. Please use air blow or cutting liquid with high mist retardant property.
. Down milling is recommended in side milling.
. Vibration and unusual noise may be generated if the machine rigidity and workpiece fixture stability is low, please reduce the rotating speed
and feed rate like mentioned above.
. Make overhang as short as possible if no interference.

[ AL wWN

1. Die obige Tabelle zeigt Standard Werte fir das Eckfrasen. Bei Nutenfrasen, Schnittgeschwindigkeit auf 50-70% und den Vorschub auf 40-

60% reduzieren.

U WN

Bitte prazise Maschinen und Werkzeughalter verwenden.
. Bitte Luftkiihlung oder Schneidflussigkeit benutzen.

. Empfohlene Frasmethode: Gleichlauffrasen.

. Bei Vibrationen oder uniiblichen Gerduschen reduzieren Sie die Schnittdaten (wie oben empfohlen) entsprechend.
. Werkzeugauskragung so kurz wie méglich wahlen.



Milling.: Erasen
imillISEAVellhartmetallschaftfraser

Recommended cutting data - Empfohlene Schnittdaten

GM-4F-G | GM-4FL-G

Workpiece Cast iron Carbon steel, Alloy | Carbon steel, Alloy | Pre-hardened steel, Pre-hardened steel,
i o steel steel Quenched and ! Quenched and
mater'l'al NodGuIar cast iron Kohlenstoffstahl Kohlenstoffstahl tempered steel F?taglqss %tte?]ll tempered steel
Werkstgck- rglé;gGuss Leg. Stahl Leg. Stahl Vergliteter Stahl oslcenile Vergiiteter Stahl
material ~750N/mm?® ~30HRC ~40HRC ~50HRC
Diameter @ Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed
Durchmesser Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub
(mm) min™") | (mm/min) | (min™") | mmmin)| min™") |mmmin)| min™") | mmmin)| min) | mm/min)| min™") | (mm/min)
1 20000 160 20000 160 20000 125 20000 125 20000 55 20000 95
2 15000 250 15000 250 15000 230 15000 220 11150 65 13000 140
3 14000 430 14000 430 13000 400 10600 330 7500 80 8500 260
4 10800 440 10800 440 10000 400 8000 335 5500 80 6500 265
5 8200 460 8200 460 7600 420 6400 355 4500 80 5000 280
6 7000 470 7000 470 6400 435 5300 360 3700 85 4200 285
8 5200 465 5200 465 4800 430 4000 360 2800 85 3200 290
10 4200 460 4200 460 3800 420 3200 355 2200 85 2500 275
12 3500 460 3500 460 3200 420 2650 355 1850 80 2100 275
14 3000 430 3000 430 2700 400 2300 330 1600 80 1800 260
16 2600 430 2600 430 2400 400 2000 330 1400 80 1600 260
18 2300 420 2300 420 2100 390 1800 325 1250 70 1400 255
—_
20 2050 420 2050 420 1900 390 1600 325 1100 70 1250 255 * 8
=©
2e=0.1D 2e=0.05D EE
" -~ ©
L=
o2
S ®
ap=1.5D ap=1.5D o= o=
£
£ 6%
S< D £
o= O O
£ £ a >
3D
. X
§ g
= ae=1D
Milling slot Nutenfrasen 2e=1D
ap (%] Ap
@1<D<@3 0.15D ap=0.05D
@3<D 0.3D

1. The above table shows the standard value of side milling. When slot milling, of rotating speed 50%~70% and feed rate like mentioned
above 40%~60%.

. Please select high precise machine and tool holder.

. Please use air blow or cutting liquid with high mist retardant property.

. Down milling is recommended in side milling.

. Vibration and unusual noise may be generated if the machine rigidity and workpiece fixture stability is low, please reduce the rotating speed
and feed rate like mentioned above.

. Make overhang as short as possible if no interference.

D abrhWN

1. Die obige Tabelle zeigt Standard Werte fiir das Eckfrésen. Bei Nutenfrdsen, Schnittgeschwindigkeit auf 50-70% und den Vorschub auf 40-
60% reduzieren.

. Bitte prézise Maschinen und Werkzeughalter verwenden.

. Bitte Luftkiihlung oder Schneidflussigkeit benutzen.

. Empfohlene Frasmethode: Gleichlauffrasen.

. Bei Vibrationen oder untiblichen Gerauschen reduzieren Sie die Schnittdaten (wie oben empfohlen) entsprechend.

. Werkzeugauskragung so kurz wie méglich wéahlen.

ohwWN
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Milling
millsEAVellhaitmetallschaftfrasen

- Erasen

Recommended cutting data - Empfohlene Schnittdaten

GM-4EX-G

Workpiece Cast iron Carbon steel, Alloy | Carbon steel, Alloy | Pre-hardened steel, Pre-hardened steel,
: b steel steel Quenched and . Quenched and
material NodGuIar castiron | gohlenstoffstahl Kohlenstoffstahl tempered steel R?tal;lqss sstteill tempered steel
Werkstqck- rélgGuss Leg. Stahl Leg. Stahl Vergiteter Stahl CEIEEr S Vergliteter Stahl
material ~750N/mm?® ~30HRC ~40HRC ~50HRC
Diameter @ Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed
Durchmesser Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub
(mm) (min™") | (mm/min) | (min"") |(mm/min)| (min"") |(mm/min)| (Min") | (Mm/min)| (Min~") |(mm/min)| (Min~") |(mm/min)
6 5800 475 5800 475 5300 430 4250 340 2650 70 3600 290
8 4400 475 4400 475 4000 430 3180 340 2000 70 2700 290
10 3500 460 3500 460 3200 420 2550 330 1600 70 2150 280
12 2900 460 2900 460 2650 420 2120 330 1350 70 1800 280
16 2200 430 2200 430 2000 390 1590 315 1000 65 1350 260
20 1750 430 1750 430 1600 385 1270 310 800 60 1050 255
ae=0.02D
£
o Q0
S 2
o
£ £ ap=3D
3D
;X
X ©
S E

a AOWON =

R WON -

and feed rate like mentioned above.

. Please select high precise machine and tool holder.
. Please use air blow or cutting liquid with high mist retardant property.
. Down milling is recommended in side milling.
. Vibration and unusual noise may be generated if the machine rigidity and workpiece fixture stability is low, please reduce the rotating speed

. Make overhang as short as possible if no interference.

. Bitte prézise Maschinen und Werkzeughalter verwenden.
. Bitte Luftkiihlung oder Schneidfliissigkeit benutzen.

. Empfohlene Frasmethode: Gleichlauffrasen.

. Bei Vibrationen oder untiblichen Gerauschen reduzieren Sie die Schnittdaten (wie oben empfohlen) entsprechend.
. Werkzeugauskragung so kurz wie méglich wéhlen.



Milling.: Erasen
imillISEAVellhartmetallschaftfraser

Recommended cutting data - Empfohlene Schnittdaten

GM-4E | GM-4EL

Workpiece et e Carbon steel, Alloy | Carbon steel, Alloy | Pre-hardened steel, Pre-hardened steel,
; b steel steel Quenched and ! Quenched and
mater'l.al NOdé"ar cast iron Kohlenstoffstahl Kohlenstoffstahl tempered steel RStalt?Ie.ss gtteehll tempered steel
Werkstgck- rgléagGuss Leg. Stahl Leg. Stahl Vergliteter Stahl osleeniie Vergiiteter Stahl
material ~750N/mm? ~30HRC ~40HRC ~50HRC
Diameter @ Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed
Durchmesser Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub
(mm) min™") | (mm/min)| min™") | mmmin)| min™") |mmmin)| min™") | mmmin)| min) | mm/min)| min™) | (mm/min)
1 20000 250 20000 250 20000 200 20000 200 20000 90 20000 150
2 15000 400 15000 400 15000 360 15000 350 11150 100 13000 225
3 14000 680 14000 680 13000 630 10600 525 7500 120 8500 410
4 10800 700 10800 700 10000 640 8000 535 5500 125 6500 420
5 8200 730 8200 730 7600 670 6400 560 4500 125 5000 440
6 7000 750 7000 750 6400 690 5300 575 3700 135 4200 450
8 5200 740 5200 740 4800 680 4000 565 2800 135 3200 460
10 4200 730 4200 730 3800 670 3200 560 2200 135 2500 435
12 3500 730 3500 730 3200 670 2650 560 1850 135 2100 435
14 3000 680 3000 680 2700 630 2300 525 1600 125 1800 410
16 2600 680 2600 680 2400 630 2000 525 1400 120 1600 410
18 2300 670 2300 670 2100 620 1800 515 1250 105 1400 405
20 2050 670 2050 670 1900 620 1600 515 1100 105 1250 405
Ae=0.1D Ae=0.05D
Ap=1.5D Ap=1.5D
Max. cutting depth
max Schnitttiefe
Ae=1D
Milling slot - Nutenfrasen Ae=1D
Ap (%] Ap
Ap=0.05D
?1<D<@3 0.15D
@3<D 0.3D

1. The above table shows the standard value of side milling. When slot milling, of rotating speed 50%~70% and feed rate like mentioned

above 40%~60%.
. Please select high precise machine and tool holder.
. Please use air blow or cutting liquid with high mist retardant property.
. Down milling is recommended in side milling.
. Vibration and unusual noise may be generated if the machine rigidity and workpiece fixture stability is low, please reduce the rotating speed
and feed rate like mentioned above.
. Make overhang as short as possible if no interference.

D a~hWN

N

60% reduzieren.

oA wWN

. Bitte prazise Maschinen und Werkzeughalter verwenden.
. Bitte Luftkiihlung oder Schneidflussigkeit benutzen.

. Empfohlene Frasmethode: Gleichlauffrasen.

. Bei Vibrationen oder uniiblichen Gerduschen reduzieren Sie die Schnittdaten (wie oben empfohlen) entsprechend.
. Werkzeugauskragung so kurz wie méglich wahlen.

. Die obige Tabelle zeigt Standard Werte fiir das Eckfrasen. Bei Nutenfrédsen, Schnittgeschwindigkeit auf 50-70% und den Vorschub auf 40-
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Milling

-'Erasen
millsEAVellhaitmetallschaftfrasen

Recommended cutting data - Empfohlene Schnittdaten

GM-4EFP

Workpiece Cast iron Carbon steel, Alloy | Carbon steel, Alloy | Pre-hardened steel, Pre-hardened steel,
: B steel steel Quenched and . Quenched and
mater.l.al NodGuIar cast iron Kohlenstoffstahl Kohlenstoffstahl tempered steel R?talt?le.% gtteehll tempered steel
Werkstqck- rélégGuss Leg. Stahl Leg. Stahl Vergiteter Stahl R S Vergliteter Stahl
material ~750N/mm? ~30HRC ~40HRC ~50HRC
Diameter @ Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed
Durchmesser Drehza}hl Vorschub Drehza}hl Vorschub Drehza1hl Vorschub Drehza}hl Vorschub Drehza1hl Vorschub Drehze:hl Vorschub
(mm) (min™") [(mm/min)| (min"") |(mm/min)| (min"") |(mm/min)| (Min") | (mMm/min)| (Min~") |(mm/min)| (Min~") |(mm/min)
6 7000 975 7000 975 6400 900 5300 750 3700 175 4200 585
8 5200 960 5200 960 4800 995 4000 735 2800 175 3200 600
10 4200 950 4200 950 3800 970 3200 730 2200 175 2500 565
12 3500 950 3500 950 3200 970 2650 730 1850 175 2100 565
16 2600 885 2600 885 2400 820 2000 680 1400 155 1600 535
20 2050 870 2050 870 1900 805 1600 670 1100 135 1250 525
ae=0.1D ae=0.05D
ap=1.2D ap=1.5D
<
age
g2
o=
= =
£5
30
;0 X
§ g
= ae=1D =1D
Milling slot - Nutenfrasen 8e=
ap ) Ap ap=0.05D
@1<D<@3 0.15D
@3<D 0.3D

o arWON

CUAWN

1. The above table shows the standard value of side milling. When slot milling, of rotating speed 50%~70% and feed rate like mentioned
above 40%~60%.

Please select high precise machine and tool holder.

Please use air blow or cutting liquid with high mist retardant property.

Down milling is recommended in side milling.

Vibration and unusual noise may be generated if the machine rigidity and workpiece fixture stability is low, please reduce the rotating speed
and feed rate like mentioned above.

Make overhang as short as possible if no interference.

-

. Die obige Tabelle zeigt Standard Werte fir das Eckfrasen. Bei Nutenfrasen, Schnittgeschwindigkeit auf 50-70% und den Vorschub auf 40-
60% reduzieren.

. Bitte prazise Maschinen und Werkzeughalter verwenden.

. Bitte Luftkiihlung oder Schneidflussigkeit benutzen.

Empfohlene Frasmethode: Gleichlauffrasen.

. Bei Vibrationen oder uniiblichen Gerduschen reduzieren Sie die Schnittdaten (wie oben empfohlen) entsprechend.

. Werkzeugauskragung so kurz wie moglich wahlen.



Milling.: Erasen
imillISEAVellhartmetallschaftfraser

Recommended cutting data - Empfohlene Schnittdaten

GM-6E

Workpiece Cast iron Carbon steel, Alloy | Carbon steel, Alloy | Pre-hardened steel, Pre-hardened steel,
material N cast'iron steel steel Quenched and Quenched and
. Grauguss Kohlenstoffstahl Kohlenstoffstahl tempered steel Stainless steel tempered steel
Werkstqck- GGgG Leg. Stahl Leg. Stahl Verguteter Stahl Rostfreier Stahl Verguteter Stahl
material ~750N/mm® ~30HRC ~40HRC ~50HRC
Diameter @ Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed
Durchmesser Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub
(mm) min™") | (mm/miny| (min™") | (mmmin)| min™") |[mmmin)| (min) | mm/min)| min™) | mm/min)| min™) | (mm/min)
6 7000 890 7000 890 6400 820 5300 680 3700 160 4200 540
8 5200 890 5200 890 4800 820 4000 680 2800 160 3200 550
10 4200 860 4200 860 3800 800 3200 665 2200 160 2500 520
12 3500 860 3500 860 3200 800 2650 665 1850 160 2100 520
14 3000 810 3000 810 2700 750 2300 625 1600 150 1800 490
16 2600 810 2600 810 2400 750 2000 625 1400 150 1600 490
18 2300 800 2300 800 2100 740 1800 615 1250 125 1400 485
20 2050 800 2050 800 1900 740 1600 615 1100 125 1250 485
Ae=0.05D
Max. cutting depth Ap=1.5D
max Schnitttiefe

o BOWON =

QR WON -

. Please select high precise machine and tool holder.

. Please use air blow or MQL( minimum oil mist cooling).

. Down milling is recommended in side milling.

. Vibration and unusual noise may be generated if the machine rigidity and workpiece fixture stability is low, please reduce the rotating speed
and feed rate like mentioned above.

. Make overhang as short as possible if no interference.

. Bitte prazise Maschinen und Werkzeughalter verwenden.
. Als Kuihimittel bitte Luft oder MQL (Minimalmengen) verwenden.
. Empfohlene Frasmethode: Gleichlauffrasen.
. Bei Vibrationen oder uniiblichen Gerauschen reduzieren Sie die Schnittdaten (wie oben empfohlen) entsprechend.
. Werkzeugauskragung so kurz wie moéglich wahlen.
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Milling
millsEAVellhaitmetallschaftfrasen

- Erasen

Recommended cutting data - Empfohlene Schnittdaten

GM-6EL

Workpiece Cast iron Carbon steel, Carbon steel, Pre-hardened steel, Pre-hardened steel,
: B Alloy steel Alloy steel Quenched and . Quenched and
material NodGuIar castiron | Kohlenstoffstahl Kohlenstoffstahl tempered steel |§ta|trf1le_ss gtte%ll tempered steel
Werks“:'c"' rglgeuss Leg. Stahl Leg. Stahl Verguteter Stahl TP 1 Verguteter Stahl
material ~750N/mm? ~30HRC ~40HRC ~50HRC
Diameter @ Rotating Feed Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed
Durchmesser Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub
(mm) min™") | (mm/min)| (min™") |mmmin)| min™") | mmmin)| min™) | mmmin)| min") | mm/min)| min™") | (mm/min)
6 5800 750 5800 750 5300 685 4250 545 2650 115 3600 460
8 4400 750 4400 750 4000 685 3180 545 2000 115 2700 465
10 3500 730 3500 730 3200 665 2550 530 1600 115 2150 440
12 2900 730 2900 730 2650 665 2120 530 1350 115 1800 440
14 2500 685 2500 685 2300 625 1820 500 1150 105 1550 415
16 2200 685 2200 685 2000 625 1590 500 1000 105 1350 415
18 1950 675 1950 675 1800 615 1420 490 900 90 1200 410
20 1750 675 1750 675 1600 615 1270 490 800 90 1050 410
Ae=0.02D
max. cutting depth Ap=3D
max Schnitttiefe

o BOWON =

AR WON =

. Please select high precise machine and tool holder.

. Please use air blow or MQL( minimum oil mist cooling).

. Down milling is recommended in side milling.

. Vibration and unusual noise may be generated if the machine rigidity and workpiece fixture stability is low, please reduce the rotating speed
and feed rate like mentioned above.

. Make overhang as short as possible if no interference.

. Bitte prézise Maschinen und Werkzeughalter verwenden.
. Als Kuihimittel bitte Luft oder MQL (Minimalmengen) verwenden.
. Empfohlene Frasmethode: Gleichlauffrasen.
. Bei Vibrationen oder uniiblichen Gerduschen reduzieren Sie die Schnittdaten (wie oben empfohlen) entsprechend.
. Werkzeugauskragung so kurz wie moéglich wahlen.




Milling.: Erasen
imillISEAVellhartmetallschaftfraser

Recommended cutting data - Empfohlene Schnittdaten

GM-2EP

Workpiece Castiron, Carbon steel, Alloy Carbon steel, Alloy steel Pre-hardened steel, Quenched
material Kohle%tsegffstahl Kohlenstoffstahl and tempered steel Stainless steel
Werkstiick- Leg. Stahl Leg. Stahl Verglteter Stahl Rostfreier Stahll
material ~750N/mm? ~30HRC ~40HRC
Diameter @ | Effective Rotating Feed Rotating Feed Rotating Feed Rotating Feed
Ducmesser|  £goiie | Drehzahl | Vorschub| AP Drehzahl | Vorschub | AP Drehzahl | Vorschub | AP Drehzahl | Vorschub | AP
() A min) | mmming| ™| min™y [ @mming | ™™ minYy [ mmminy | ™ min) | moming | (MM
4 28000 200 0.023 28000 175 0.021 28000 150 0.018 25000 100 0.014
0.5 6 22000 150 0.007 22000 125 0.006 22000 100 0.005 20000 75 0.004
8 18000 100 0.005 18000 75 0.005 18000 75 0.004 20000 50 0.003
4 32000 400 0.057 32000 350 0.053 32000 300 0.044 25000 200 0.035
6 26000 300 0.036 26000 250 0.034 26000 200 0.028 21000 150 0.022
08 8 22000 200 0.026 22000 150 0.024 22000 125 0.020 18000 100 0.016
10 22000 150 0.01 22000 100 0.01 22000 75 0.008 18000 75 0.006
4 29000 800 0.08 27000 600 0.08 26000 400 0.07 20000 300 0.05
6 29000 800 0.07 27000 600 0.07 26000 400 0.06 20000 300 0.04
8 24000 600 0.05 23000 400 0.04 22000 300 0.04 18000 200 0.03
10 10 20000 500 0.03 19000 400 0.03 18000 300 0.03 15000 200 0.02
12 20000 300 0.02 19000 200 0.02 18000 175 0.02 15000 150 0.01
14 18000 200 0.015 15000 150 0.01 15000 125 0.01 12000 100 0.008
6 25000 800 0.09 23000 600 0.08 22000 400 0.07 17000 300 0.05
8 21000 600 0.07 20000 400 0.07 19000 300 0.05 14000 200 0.04
12 10 21000 600 0.06 20000 400 0.05 19000 300 0.04 14000 200 0.03
12 18000 400 0.04 17000 300 0.04 16000 200 0.03 11000 150 0.02
6 20000 800 0.15 18000 600 0.14 18000 400 0.11 14000 300 0.09
8 19000 600 0.1 16000 400 0.10 15000 300 0.08 12000 200 0.07
1.5 10 19000 600 0.09 16000 400 0.08 15000 300 0.06 12000 200 0.05
12 19000 600 0.07 16000 400 0.06 15000 300 0.05 12000 200 0.04
14 19000 500 0.06 16000 350 0.05 15000 250 0.04 12000 180 0.03
6 16000 800 0.34 15000 600 0.31 14000 450 0.26 11000 350 0.21
8 16000 800 0.29 15000 600 0.26 14000 450 0.22 11000 350 0.18
10 14000 600 0.26 1300 400 0.24 12000 300 0.20 9000 250 0.16
20 12 14000 600 0.14 13000 400 0.13 12000 300 0.1 9000 250 0.09
14 14000 500 0.10 13000 350 0.1 12000 250 0.09 9000 200 0.07
16 14000 400 0.08 13000 300 0.08 12000 200 0.07 9000 150 0.06
max. cutting
depth
max Schnitttiefe LA (ane cutting quth)
(Einzelne Schnitttiefe)
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Milling
millsEAVellhaitmetallschaftfrasen

- Erasen

Recommended cutting data - Empfohlene Schnittdaten

GM-2EP

Workpifﬁce Castiron, CZ;ZZP steel, Alloy Carbon steel, Alloy steel Pre-hardened steel, Quenched
material Kohlenstoffstahl Kohlenstoffstahl and tempered steel Stainless steel
Werkstiick- Leg. Stahl Leg. Stahl Verguteter Stahl Rostfreier Stahl
materia| ___750N/mm2 ~30HRC ~40HRC
Diametero | Effective Rotating Feed Rotating Feed Rotating Feed Rotating Feed
Durchmesser E{fglgtive Drehzahl | Vorschub Ap Drehzahl | Vorschub Ap Drehzahl | Vorschub Ap Drehzahl | Vorschub Ap
o | min ) [ mmminy | ™ min) | @oming] ™™ miny | @mming | ™™ min) | mmming| ™™
8 13000 800 0.42 12000 600 0.39 11000 450 0.33 9000 350 0.26
10 13000 800 0.36 12000 600 0.33 11000 450 0.28 9000 350 0.22
12 13000 800 0.24 12000 600 0.23 11000 450 0.19 9000 350 0.15
25 14 12000 600 0.18 10000 400 0.17 9000 300 0.14 7000 250 0.11
16 12000 600 0.13 10000 400 0.12 9000 300 0.09 7000 250 0.08
18 12000 600 0.11 10000 350 0.10 9000 250 0.07 7000 200 0.07
20 12000 600 0.09 10000 350 0.08 9000 250 0.05 7000 200 0.05
6 11000 800 0.42 10000 600 0.39 10000 450 0.32 8000 350 0.27
8 11000 800 0.39 10000 600 0.36 10000 450 0.30 8000 350 0.24
10 11000 800 0.31 10000 600 0.29 10000 450 0.24 8000 350 0.19
3.0 12 11000 800 0.29 10000 500 0.27 10000 400 0.22 8000 300 0.16
' 14 11000 600 0.27 10000 450 0.25 10000 350 0.20 8000 250 0.15
16 10000 600 0.22 10000 400 0.20 9000 300 0.17 6000 200 0.13
18 10000 600 0.16 10000 400 0.14 9000 300 0.12 6000 200 0.10
20 10000 500 0.12 10000 350 0.10 9000 250 0.08 6000 175 0.07
12 8000 800 0.42 7000 600 0.38 7000 450 0.32 6000 350 0.26
40 16 8000 800 0.39 7000 500 0.35 7000 400 0.30 6000 300 0.24
' 20 7000 600 0.34 7000 400 0.30 6000 350 0.27 5000 250 0.20
25 7000 600 0.30 7000 400 0.27 6000 350 0.24 5000 250 0.15
5.0 16 6000 800 0.49 6000 500 0.45 5000 400 0.38 5000 300 0.30
' 25 5000 800 0.45 5000 400 0.42 5000 350 0.35 5000 250 0.25
Max. cutting
depth
o ! Ap (Once cutting depth)
max Schnitttiefe (Einzelne Schnitttiefe)

1. Please select high precise machine and tool holder.
2. Please use air blow or MQL ( minimum oil mist cooling).
3. Make overhang as short as possible if no interference.

4. Reduce feed correspondingly when rotating speed is low.

1. Bitte prazise Maschine und Werkzeugaufnahmen wahlen

2. Als Kuhimittel bitte Luft oder MQL (Minimalmengen) verwenden.
3. Werkzeugauskragung so kurz wie méglich wahlen.

4. Bitte Vorschub entsprechend reduzieren, wenn die Drehzahlen niedrig sind.




Milling.: Erasen
imillISEAVellhartmetallschaftfraser

Recommended cutting data - Empfohlene Schnittdaten

GM-2ES

W:::g;;‘ie Nod%lzsrtgaosq’iron Car?£h?éﬁgib#2&¥1fteel Cart;gghls;ﬁgltbﬁfﬂ&mlsteel Q”er‘ecggéd::‘??es;‘%i}ed Stainless steel
Werkstiick- Grgtg;éss ~L795%. NS/tahlz Lfgd Slt_fgl Vergu?é?gr Stahl Rostfreier Stahl
material (o] ~40HRC
Diameter @ Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed
Durchmesser Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub
(mm) (min™") (mm/min) (min™") (mm/min) (min™") (mm/min) (min™") (mm/min) (min™") (mm/min)
0.3 32000 115 32000 115 32000 115 32000 80 32000 40
0.4 32000 125 32000 125 32000 125 32000 90 27500 50
0.5 32000 125 32000 125 29500 125 25000 90 22000 50
0.6 32000 125 32000 125 24500 125 21000 90 18500 50
0.7 32000 125 32000 125 24500 125 21000 90 18500 50
0.8 24500 125 24500 125 18500 125 15500 90 13500 50
0.9 24500 125 24500 125 18500 125 15500 90 13500 50
1.0 21000 140 25000 165 16800 130 14500 90 10000 50
15 13000 140 15000 165 11800 130 10000 90 7000 50
2.0 13000 160 15000 185 11800 145 10000 100 7000 60
25 8700 200 10000 240 8200 185 6600 100 4700 60
3.0 8700 235 10000 270 8200 220 6600 100 4700 75
Ae=1D
Milling slot - Nutenfrasen
Max. cutting depth Ap Tools Diameter |Cutting depth Ap
max Schnitttiefe e ——

» WN =

AOWN -

and feed rate like mentioned above.

. Please select high precise machine and tool holder.
. Please use air blow or cutting liquid with high mist retardant property.
. Vibration and unusual noise may be generated if the machine rigidity and workpiece fixture stability is low, please reduce the rotating speed

. Make overhang as short as possible if no interference.

. Bitte prazise Maschine und Werkzeugaufnahmen wahlen.

. Als Kuihimittel bitte Luft oder MQL (Minimalmengen) verwenden..
. Bei Vibrationen oder uniblichen Gerduschen reduzieren Sie die Schnittdaten (wie oben empfohlen) entsprechend.
. Werkzeugauskragung so kurz wie méglich wahlen.
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Milling
millsEAVellhaitmetallschaftfrasen

- Erasen

Recommended cutting data - Empfohlene Schnittdaten

GM-2B | GM-2BL

. Cast iron Carbon steel, Alloy | Carbon steel, Alloy | Pre-hardened steel, Pre-hardened steel,
Workpiece Noduf’:\sr caost’iron steel steel Quenched and Stainless steel Quenched and
material Grauguss Kohlenstoffstahl Kohlenstoffstahl tempered steel Rostiraior Stahl tempered steel
Werksttickstoff GGgG Leg. Stahl Leg. Stahl Vergliteter Stahl Verguteter Stahl
~750N/mm? ~30HRC ~40HRC ~50HRC
Diameter @ Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed
Durchmesser Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub
(mm) min™) | (mm/min)| (min™") |(mmmin)| (min™") | mmmin)| min™) | mmmin)| min") | mm/min)| min™") | (mm/min)
RO0.5 40000 800 40000 800 38000 700 32000 320 22300 200 25000 275
R1.0 24000 900 24000 900 19000 760 16000 400 11150 230 13000 275
R1.5 15500 950 15500 950 12750 760 10600 450 7400 290 8500 280
R2.0 11500 950 11500 950 9550 760 8000 550 5550 370 6500 370
R2.5 9500 1050 9500 1050 7650 800 6400 550 4450 370 5000 375
R3.0 8000 1050 8000 1050 6400 800 5300 580 3700 390 4200 390
R4.0 6000 1300 6000 1300 4800 950 4000 700 2750 455 3200 440
R5.0 4800 1200 4800 1200 3800 900 3200 650 2200 430 2500 440
R6.0 4000 1100 4000 1100 3200 840 2650 610 1850 430 2100 420
R8.0 3000 1050 3000 1050 2400 800 2000 600 1350 380 1600 375
R10.0 2400 950 2400 950 1900 680 1600 560 1100 370 1250 330
AN Ap=0.1R |
Max. cutting depth F/\ {Ap=0.05R
max Schnitttiefe
Ae=0.1R
Ae=0.2R

5 OWN-

APON=-

. Please select high precise machine and tool holder.
. Please use air blow or cutting liquid with high mist retardant property.
. Vibration and unusual noise may be generated if the machine rigidity and workpiece fixture stability is low, please reduce the rotating speed

and feed rate like mentioned above.
. Make overhang as short as possible if no interference.

. Bitte prazise Maschine und Werkzeugaufnahmen wahlen.
. Als Kuihimittel bitte Luft oder MQL (Minimalmengen) verwenden..
. Bei Vibrationen oder uniiblichen Gerduschen reduzieren Sie die Schnittdaten (wie oben empfohlen) entsprechend.
. Werkzeugauskragung so kurz wie moéglich wahlen.



Milling.: Erasen
imillISEAVellhartmetallschaftfraser

Recommended cutting data - Empfohlene Schnittdaten

GM-4B | GM-4BL

X st i Carbon steel, Alloy | Carbon steel, Alloy | Pre-hardened steel, Pre-hardened steel,

Workpiece NoduIE;Sr caost’iron steel steel Quenched and Stainless steel Quenched and

material Grauguss Kohlenstoffstahl Kohlenstoffstahl tempered steel Rostireier Stahl tempered steel

Werkstiickstoff GGgG Leg. Stahl Leg. Stahl Verguteter Stahl Verguteter Stahl

~750N/mm? ~30HRC ~40HRC ~50HRC
SCC‘;]‘E&% Speed 150 m/min 150m/min 120m/min 100m/min 70m/min 80m/min
Diameter @ Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed

Durchmesser Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub
(mm) min™") | (mm/min)| min™") | mmmin)| min™") |mmmin)| min™") | mmmin)| min") | mm/min)| min™") | (mm/min)

R1.5 15500 1710 15500 1710 12750 1340 10600 810 7400 520 8500 500

R2.0 11500 1710 11500 1710 9550 1340 8000 990 5550 660 6500 665

R2.5 9500 1890 9500 1890 7650 1440 6400 990 4450 660 5000 675

R3.0 8000 1890 8000 1890 6400 1440 5300 1040 3700 700 4200 700

R4.0 6000 2340 6000 2340 4800 1710 4000 1260 2750 820 3200 790

R5.0 4800 2160 4800 2160 3800 1620 3200 1170 2200 770 2500 790

R6.0 4000 1980 4000 1980 3200 1510 2650 1100 1850 770 2100 755

R8.0 3000 1890 3000 1890 2400 1440 2000 1080 1350 680 1600 675

R10.0 2400 1710 2400 1710 1900 1220 1600 1000 1100 660 1250 595
AN Ap=0.1R |Ap=0.05D

Max. cutting depth !
max Schnitttiefe ]
Ae=0.1D
Ae=0.2R

» WN =

. Please select high precise machine and tool holder.
. Please use air blow or cutting liquid with high mist retardant property.
. Vibration and unusual noise may be generated if the machine rigidity and workpiece fixture stability is low, please reduce the rotating speed

and feed rate like mentioned above.
. Make overhang as short as possible if no interference.

1. Bitte prézise Maschine und Werkzeugaufnahmen wahlen.

2. Als Kuhimittel bitte Luft oder MQL (Minimalmengen) verwenden..
3. Bei Vibrationen oder uniblichen Gerauschen reduzieren Sie die Schnittdaten (wie oben empfohlen) entsprechend.
4. Werkzeugauskragung so kurz wie méglich wahlen.
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Milling
millsEAVellhaitmetallschaftfrasen

- Erasen

Recommended cutting data - Empfohlene Schnittdaten

GM-2BS

Pre-hardened steel,

Ae

i Cast iron, Carbon steel, Alloy steel | Carbon steel, Alloy steel
Workplface Nodular cast iron Kohlenstoffstahl Kohlenstoffstahl Quenched and tempered :
material steel Stainless steel
Werksttickstoff GrgL(J_ggss ~L765%,\3tahl 5 Lfg('):sgl Verguteter Stahl Rostfreier Stahl
mm ~40HRC
Diameter @ Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed
Durchmesser Drehzahl | Vorschub Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub Drehzahl | Vorschub
(mm) (min™") (mm/min) (min™") (mm/min) (min™") (mm/min) (min™") (mm/min) (min'1) (mm/min)

R0.15 32000 300 32000 300 32000 270 32000 250 32000 150
R0.2 32000 380 32000 380 32000 320 32000 300 32000 175
R0.25 32000 460 32000 460 32000 410 32000 330 32000 205
R0.3 32000 535 32000 535 32000 500 32000 420 32000 265
R0.35 32000 550 32000 550 32000 520 32000 440 32000 270
R0.4 32000 610 32000 610 32000 560 32000 460 27500 285
R0.45 32000 700 32000 700 32000 600 25000 400 27500 285
RO0.5 32000 765 32000 765 32000 640 25000 400 22000 285
R1.0 24000 900 24000 900 19000 760 16000 400 11150 230
R1.5 15500 950 15500 950 12750 760 10600 450 7400 290

Milling slot - Nutenfrédsen

. N\ Ap (%] Ap Ae

Max. cutting depth D<&H1 0.05R 02R

max Schnitttiefe 21D=@3 | 0.1R 0.2R

1. Please select high precise machine and tool holder.
2. Please use air blow or cutting liquid with high mist retardant property.
3. Make overhang as short as possible if no interference.

4. Reduce feed correspondingly when rotating speed is low.

1. Bitte prazise Maschine und Werkzeugaufnahmen wahlen

2. Als Kuihimittel bitte Luft oder MQL (Minimalmengen) verwenden.
3. Werkzeugauskragung so kurz wie méglich wahlen.

4. Bitte Vorschub entsprechend reduzieren, wenn die Drehzahlen niedrig sind.




Milling.: Erasen
imillISEAVellhartmetallschaftfraser

Recommended cutting data - Empfohlene Schnittdaten

GM-2BP | GM-2BFP

Workpi'ece Cast iron, Carbon steel, Alloy steel Carbon steel, Alloy steel Pre-hardened steel, Quenched
Wr::(tsetgac:(- Kofﬂl:g.stsagitlahl Kofﬂl;eglsg;fitlahl acgrgaig?;g;egtgﬁel Stainless steel - Rostfreier Stahl
material ~750N/mm? ~30HRC ~40HRC
Diameter - i - i i
R %ﬁ%g: D'T'::;az“a_ntﬁ Voriiﬁﬂb ( :]\21) ( he ; cﬁi’ﬁazt;"h‘i VOrFSi?]:b ( r’:;) ( :]\;) DRr:?zt%nrﬁ Vo E::?\ﬂb ( r':ﬁl) ( n’:;) [Ei::]a;%nrﬁ Vo r':siﬁﬂb ( r’:ﬁ]) ( :]\;)
(mm) (mm) (min ") |(mm/min) (min") [ (mm/min) (min ") | (mm/min) (min ") |(mm/min)
4 27000 400 0.02 |0.025| 27000 380 0.02 |0.025| 27000 300 0.02 [0.025| 27000 200 0.02 | 0.025
RO.28 6 21000 200 0.01 |0.015| 21000 180 0.01 |0.015| 21000 160 0.01 |0.015| 21000 150 0.01 | 0.015
4 27000 400 0.03 | 0.12 | 27000 380 0.03 | 0.12 | 25000 250 0.03 | 012 | 24000 200 0.03 | 0.12
R0.3 6 25000 300 0.03 | 0.12 | 25000 280 0.03 | 0.12 | 20000 150 0.03 | 0.12 | 20000 140 0.03 | 0.12
8 25000 240 0.03 | 0.12 | 25000 225 0.03 | 0.12 | 20000 120 0.03 | 0.12 | 20000 110 0.03 | 0.12
4 27000 600 0.04 | 0.16 | 27000 550 0.04 | 0.16 | 23000 450 0.04 | 0.16 | 21000 300 0.04 | 0.16
6 24000 400 0.04 | 0.12 | 24000 360 0.04 | 0.12 | 21000 250 0.04 | 0.12 | 19000 200 0.04 | 0.12
Rod 8 22000 300 0.04 | 0.12 | 22000 270 0.04 | 0.12 | 19000 150 0.04 | 0.12 | 19000 140 0.04 | 0.12
10 22000 270 0.03 | 0.09 | 22000 250 0.03 | 0.09 | 19000 135 0.03 | 0.09 | 19000 120 0.03 | 0.09
4 28000 600 0.05 | 0.20 | 28000 550 0.05 | 0.20 | 25000 500 0.05 | 0.20 | 21000 300 0.05 | 0.20
6 21000 400 0.05 | 0.20 | 21000 360 0.05 | 0.20 | 19000 300 0.05 | 0.20 | 16000 200 0.05 0.2
R0.5 8 21000 360 0.05 | 0.15| 21000 320 0.05 | 0.15 | 19000 270 0.05 | 0.15 | 16000 180 0.05 | 0.15
10 18000 300 0.03 | 0.10 18000 270 0.03 | 0.10 | 17000 200 0.03 | 0.10 | 14000 150 0.03 | 0.10
12 18000 270 0.03 | 0.10 18000 250 0.03 | 0.10 | 17000 180 0.03 | 0.10 | 14000 135 0.03 | 0.10
6 20000 600 0.06 | 0.24 | 20000 540 0.06 | 0.24 | 17000 300 0.06 | 0.24 | 14000 200 0.06 | 0.24
8 20000 540 0.06 | 0.24 | 20000 500 0.06 | 0.24 | 17000 270 0.06 | 0.24 | 14000 170 0.06 | 0.24
RoS 12 16000 300 0.06 | 0.18 | 16000 270 0.06 | 0.18 | 14000 200 0.06 | 0.18 | 11000 150 0.06 | 0.18
16 16000 270 0.03 | 0.12 | 16000 230 0.03 | 0.12 | 14000 175 0.03 | 0.12 | 11000 135 0.03 | 0.12
8 17000 600 0.08 | 0.30 | 17000 540 0.08 | 0.30 | 15000 300 0.08 | 0.30 | 12000 250 0.08 | 0.30
R0.75 12 17000 540 0.06 | 0.24 | 17000 500 0.06 | 0.24 | 15000 275 0.06 | 0.24 | 12000 225 0.06 | 0.24
16 13000 300 0.04 | 0.16 13000 275 0.04 | 0.16 | 12000 200 0.04 | 0.16 | 9500 150 0.04 | 0.16
6 16500 800 0.10 | 0.40 16500 750 0.10 | 0.40 | 16500 560 0.10 | 0.40 | 13500 450 0.10 | 0.40
8 16500 800 0.10 | 0.32 16500 750 0.10 | 0.32 | 16500 560 0.10 | 0.32 | 13500 450 0.10 | 0.32
10 14000 630 0.08 | 0.30 | 14000 600 0.08 | 0.30 | 13000 450 0.08 | 0.30 | 10000 270 0.08 | 0.30
R0 12 14000 630 0.06 | 0.30 | 14000 600 0.06 | 0.30 | 13000 450 0.06 | 0.30 | 10000 270 0.06 | 0.30
16 14000 550 0.06 | 0.24 | 14000 530 0.06 | 0.24 | 13000 400 0.06 | 0.24 | 10000 270 0.06 | 0.24
20 11000 360 0.06 | 0.16 | 11000 330 0.06 | 0.16 | 10000 225 0.06 | 0.16 | 8000 175 0.06 | 0.16
Max. cutting F/\/\ Ap
depth
max
Schnitttiefe Ae
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Milling : Erdsen
millsEAVellhaitmetallschaftfrasen

Recommended cutting data - Empfohlene Schnittdaten

GM-2BP | GM-2BFP

Wﬁ?;':g:;ﬁe g, Cigg? Sz, Ay Carblggh?éiilt,oélslghlsteel Pre-harrc‘iée?er?] stfe(lj, Ct)uelnched
Werksttick- Kofigag.stsagﬁtlahl Leg. Stahl @ Vergi]tgteeEStsaﬁle Stainless steel - Rostfreier Stahl
. — 750N/ ~30HRC ~40HRC

S E%;%éee Sn?e?tzl_ggl Vorsehub (m) ( n':\;) 5?322% Vorsehub (rﬁ%) ( n':‘;) Sfe?tz';% Vorsehub ( rﬁ‘&) ( n':‘fn) g:;?g;% Vorsehub ( n':‘g) (n':;)

(mm) mm) | (Min"") | (mm/min) (min" ") | (mm/min) (min" ') | (mm/min) (min )| (mm/min)
8 14000 800 0.10 | 0.32 | 14000 750 0.10 | 0.32 | 14000 560 0.10 | 0.32 | 12500 450 0.10 | 0.32
12 13000 630 0.06 | 0.30 | 13000 600 0.06 | 0.30 | 12000 450 0.06 | 0.30 | 10000 270 0.06 | 0.30
Ri.28 16 13000 550 0.06 | 0.24 | 13000 530 0.06 | 0.24 | 12000 400 0.06 | 0.24 | 10000 270 0.06 | 0.24
20 10000 360 0.06 | 0.16 | 10000 330 0.06 | 0.16 | 8000 225 0.06 | 0.16 | 7000 175 0.06 | 0.16
8 12000 800 0.20 | 0.40 | 12000 720 0.20 | 0.40 | 9500 600 0.20 | 0.40 | 7500 400 0.20 | 0.40
10 12000 800 0.15 | 0.40 | 12000 720 0.15 | 0.40 | 9500 600 0.15 | 0.40 | 7500 400 0.15 | 0.40
R1.5 12 12000 720 0.15 | 0.40 | 12000 650 0.15 | 0.40 | 9500 540 0.15 | 0.40 | 7500 360 0.15 | 0.40
16 10000 600 0.15 | 0.40 | 10000 540 0.15 | 0.40 | 8500 300 0.15 | 0.40 | 6500 250 0.15 | 0.40
20 10000 600 0.10 | 0.32 | 10000 540 0.10 | 0.32 | 8500 300 0.10 | 0.32 | 6500 250 0.10 | 0.32
10 9000 800 0.20 | 0.80 | 9000 720 0.20 | 0.80 | 7500 600 0.20 | 0.80 | 6000 400 0.20 | 0.80
16 9000 800 0.20 | 0.60 | 9000 720 0.20 | 0.60 | 7500 600 0.20 | 0.60 | 6000 400 0.20 | 0.60
Ra0 20 7000 600 0.20 | 0.40 | 7000 540 0.20 | 0.40 | 6000 400 0.20 | 0.40 | 5000 250 0.20 | 0.40
25 7000 600 0.15 | 0.40 | 7000 540 0.15 | 0.40 | 6000 400 0.15 | 0.40 | 5000 250 0.15 | 0.40
16 7000 600 0.25 | 1.00 | 7000 540 0.25 | 0.10 | 6500 500 0.25 | 1.0 | 5000 400 0.25 | 1.00
Ras 25 6000 500 0.25 | 1.00 | 6000 450 0.25 | 1.00 | 5000 500 0.25 | 1.00 | 4000 250 0.25 | 1.00

Max. cutting AN Ap
depth

max Schnitttiefe
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1. Please select high precise machine and tool holder.

2. Please use air blow or cutting liquid with high mist retardant property.
3. Make overhang as short as possible if no interference.

4. Reduce feed correspondingly when rotating speed is low.

1. Bitte prazise Maschine und Werkzeugaufnahmen wéhlen

2. Als Kihimittel bitte Luft oder MQL (Minimalmengen) verwenden.

3. Werkzeugauskragung so kurz wie mdéglich halten.

4. Bitte Vorschub entsprechend reduzieren, wenn die Drehzahlen niedrig sind.

B452



Milling.: Erasen
imillISEAVellhartmetallschaftfraser

Recommended cutting data - Empfohlene Schnittdaten

GM-2R

Workpiece Cast iron Carbon steel, Alloy | Carbon steel, Alloy | Pre-hardened steel, Pre-hardened steel,

; b steel steel Quenched and ; Quenched and

mater'l.al Noch;JIar cast iron Kohlenstoffstahl Kohlenstoffstahl tempered steel RStaltrfﬂe‘ss %tteill tempered steel

Werkstuck- R Leg. Stahl Leg. Stahl Verguteter Stahl OSEHET SE) Vergtteter Stahl

material ~750N/mm? ~30HRC ~40HRC ~50HRC

Diameter @ Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed
Durchmesser Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub
(mm) min™") | (mm/min)| min™") | mmmin)| min™") |mmmin)| min™") | mmmin)| min") | mm/min)| min™) | (mm/min)

1 20000 200 20000 200 20000 160 20000 160 20000 60 20000 120

2 15000 320 15000 320 15000 290 15000 280 11150 84 13000 180

3 14000 545 14000 545 13000 510 10600 420 7500 120 8500 330

4 10800 560 10800 560 10000 520 8000 430 5500 130 6500 335

5 8200 580 8200 580 7600 540 6400 450 4500 130 5000 355

6 7000 600 7000 600 6400 550 5300 460 3700 140 4200 360

8 5200 600 5200 600 4800 550 4000 460 2800 140 3200 365

10 4200 580 4200 580 3800 540 3200 445 2200 140 2500 350

12 3500 580 3500 580 3200 540 2650 445 1850 140 2100 350

Ae=0.1D Ae=0.05D
Ap=1D Ap=1D
Max. cutting depth
max Schnitttiefe
Ae=1D - "
Milling slot - Nutenfrasen Ae=1D
(6] Ap
Ap -
?1<D<@3 0.15D Ap=0.05D
@3<D 0.3D

1. The above table shows the standard value of side milling. When slot milling, of rotating speed 50%~70% and feed rate like mentioned

above 40%~60%.
. Please select high precise machine and tool holder.
. Please use air blow or cutting liquid with high mist retardant property.
Down milling is recommended in side milling.
. Vibration and unusual noise may be generated if the machine rigidity and workpiece fixture stability is low, please reduce the rotating speed
and feed rate like mentioned above.
. Make overhang as short as possible if no interference.

o OAW®WN

N

60% reduzieren.

SoDUhWN

. Bitte prazise Maschinen und Werkzeughalter verwenden.
. Bitte Luftkiihlung oder Schneidflussigkeit benutzen.

. Empfohlene Frasmethode: Gleichlauffrasen.

. Bei Vibrationen oder uniiblichen Gerduschen reduzieren Sie die Schnittdaten (wie oben empfohlen) entsprechend.
. Werkzeugauskragung so kurz wie méglich wahlen.

. Die obige Tabelle zeigt Standard Werte fir das Eckfrasen. Bei Nutenfrésen, Schnittgeschwindigkeit auf 50-70% und den Vorschub auf 40-
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Milling
millsEAVellhaitmetallschaftfrasen

- Erasen

Recommended cutting data - Empfohlene Schnittdaten

GM-4R | GM-4RL

Workpiece Cast iron Carbon steel, Alloy | Carbon steel, Alloy | Pre-hardened steel, Pre-hardened steel,

. b steel steel Quenched and . Quenched and

mater'l.al NOdé"ar cast iron Kohlenstoffstahl Kohlenstoffstahl tempered steel F?talt?le§s %tteehll tempered steel

Werkstuck- R Leg. Stahl Leg. Stahl Verguteter Stahl OSEHET SE) Vergtteter Stahl

material ~750N/mm? ~30HRC ~40HRC ~50HRC

Diameter @ Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed | Rotating Feed
Durchmesser Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub
(mm) min”) | (mm/min)| (min™") | (mm/min)| (min™") | mmmin)| min™) | mmminy| min) |mmmin)| min™") | (mm/min)

3 14000 820 14000 820 13000 755 10600 630 7500 145 8500 490

4 10800 840 10800 840 10000 770 8000 640 5500 145 6500 500

5 8200 880 8200 880 7600 810 6400 670 4500 145 5000 530

6 7000 900 7000 900 6400 830 5300 690 3700 160 4200 540

8 5200 890 5200 890 4800 815 4000 680 2800 160 3200 550

10 4200 880 4200 880 3800 810 3200 670 2200 160 2500 520

12 3500 880 3500 880 3200 810 2650 670 1850 160 2100 520

16 2600 680 2600 680 2400 630 2000 525 1400 120 1600 490

Ae=0.1D Ae=0.05D
Ap=1.5D Ap=1.5D
Max. cutting depth
max Schnitttiefe
Ae=1D
Milling slot - Nutenfrésen Ae=1D
@ Ap Ap=0.05D
Ap @1<D<03 0.15D p=0-
@3<D 0.3D

1. The above table shows the standard value of side milling. When slot milling, of rotating speed 50%~70% and feed rate like mentioned
above 40%~60%.

. Please select high precise machine and tool holder.

. Please use air blow or cutting liquid with high mist retardant property.

. Down milling is recommended in side milling.

. Vibration and unusual noise may be generated if the machine rigidity and workpiece fixture stability is low, please reduce the rotating speed
and feed rate like mentioned above.

. Make overhang as short as possible if no interference.

D GabhWN

1. Die obige Tabelle zeigt Standard Werte fiir das Eckfrésen. Bei Nutenfrdsen, Schnittgeschwindigkeit auf 50-70% und den Vorschub auf 40-
60% reduzieren.

. Bitte prézise Maschinen und Werkzeughalter verwenden.

. Bitte Luftkiihlung oder Schneidflussigkeit benutzen.

. Empfohlene Frasmethode: Gleichlauffrasen.

. Bei Vibrationen oder untiblichen Gerauschen reduzieren Sie die Schnittdaten (wie oben empfohlen) entsprechend.

. Werkzeugauskragung so kurz wie méglich wéhlen.

oA WN



Milling.: Erasen
imillISEAVellhartmetallschaftfraser

Recommended cutting data - Empfohlene Schnittdaten

GM-4W side milling

it | Moo oy | Corintec, Aoy tee Carbon ieet Moy e ugrinand ampeied  apess s
Werkstiick- Grglégéss ~L7es% NS/tahlz Lf3g(.) Sggl Vergufé?:r Stah! Rostfreier Stahl
material mm ~40HRC
Diameter @ Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed
Durchmesser Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub | Drehzahl | Vorschub
(mm) min™y | mmmin) | min™") | mmmin) | min") | mmmin) | min") | (mmmin) | @min") | (mm/min)
6 6350 760 5300 640 4500 360 3450 280 2650 210
7 5460 760 4550 640 3650 360 3000 280 2250 310
8 4750 760 4000 640 3400 410 2650 310 2000 240
9 4250 760 3540 640 2850 410 2300 310 1750 240
10 3800 760 3200 640 2700 430 2050 330 1600 260
11 3470 760 2900 640 2400 430 1850 330 1450 260
12 3200 770 2250 650 1950 470 1500 360 1150 280
16 2400 770 2000 640 1700 480 1300 360 1000 280
20 1900 760 1600 610 1350 470 1050 350 800 260
_Ae=04D Ae=03D
Max. cutting depth Ap=1.5D Ap=1.5D
max Schnitttiefe

[, AON-=

GORrWON -

. Please select high precise machine and tool holder.
. Please use air blow or cutting liquid with high mist retardant property.
. Down milling is recommended in side milling.
. Vibration and unusual noise may be generated if the machine rigidity and workpiece fixture stability is low, please reduce the rotating speed

and feed rate like mentioned above.
. Make overhang as short as possible if no interference.

. Bitte prazise Maschinen und Werkzeughalter verwenden.
. Bitte Luftkiihlung oder Schneidflissigkeit benutzen.

. Empfohlene Frasmethode: Gleichlauffrasen.

. Bei Vibrationen oder untiblichen Gerauschen reduzieren Sie die Schnittdaten (wie oben empfohlen) entsprechend.
. Werkzeugauskragung so kurz wie moéglich wahlen.
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Milling
millsEAVellhaitmetallschaftfrasen

- Erasen

Recommended cutting data - Empfohlene Schnittdaten

GM-4W slot milling

max Schnitttiefe

Maximum Ap=12mm

Workpiece Cast iron, Carbon steel, Alloy steel | Carbon steel, Alloy steel | Pre—ri:a(rjdeng({i steel, .
material Nodular cast iron Kohlenstoffstahl Kohlenstoffstahl SCOCIE ?" | CIBEIC Stainless steel
Werkstlick- Grauguss Leg. Stahl_ Leg. Stahl Vergi]?e?e?r Stahl Rostfreier Stahl
material GGG ~750N/mm ~30HRC ~40HRC
chl#:.';t%:ECe:x 80~120 m/min 70~100m/min 60~90m/min 40~70m/min 30~60m/min
Diameter @ Rotating Feed Rotating Feed Rotating Feed Rotating Feed Rotating Feed
Durchmesser Drehzahl Vorschub | Drehzahl | Vorschub Drehzahl Vorschub Drehzahl | Vorschub Drehzahl | Vorschub
(mm) min) | mmmin) | min™") | mmmin) | min") | mmmin) | min") | mmmin) | min") | (mm/min)
6 5300 640 4500 540 3700 300 2900 230 2400 190
7 4500 630 3800 540 3200 300 2500 230 2050 190
8 4000 640 3400 540 2800 340 2200 260 1800 220
9 3500 630 3000 540 2450 340 1950 260 1600 220
10 3200 640 2700 540 2250 360 1750 280 1450 230
11 3000 630 2450 540 2050 360 1600 280 1300 230
12 2650 640 2250 540 1850 370 1450 290 1200 240
16 2000 640 1700 540 1400 390 1100 310 900 250
20 1600 640 1350 510 1100 390 900 300 700 230
Ae=1D Ae=1D
) Ap=0.75D Ap=0.5D
Max. cutting depth

» WN =

AOWON-=

and feed rate like mentioned above.

. Please select high precise machine and tool holder.
. Please use air blow or cutting liquid with high mist retardant property.
. Vibration and unusual noise may be generated if the machine rigidity and workpiece fixture stability is low, please reduce the rotating speed

. Make overhang as short as possible if no interference.

. Bitte prézise Maschine und Werkzeugaufnahmen wahlen.
. Bitte Luftkiihlung oder Schneidflussigkeit benutzen.

. Bei Vibrationen oder uniiblichen Gerduschen reduzieren Sie die Schnittdaten (wie oben empfohlen) entsprechend.
. Werkzeugauskragung so kurz wie méglich wahlen.




