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millsgAVollharitmetallschaftfrasen

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

2-Schneiden Eckfrdaser mit kurzer Schneide und Zylinderschaft

_—

B 2-flute end mills with straight shank and short cutting edge and long neck
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D d H M d1 L z 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 2.3 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 r5 4.0 2.3 10.0 1.45 50 2 °
GM-2EP-D1.5-M12 15 4.0 2.3 12.0 1.45 50 2 °
GM-2EP-D1.5-M14 1.5 4.0 23 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
Werkstuickstoff
Carbon | Ajjoy steel tgmug?’f:‘?gtzgﬁ' gaeﬁ?r?éirs tSpiglhl Siillnlizze Cr\?gctnijrl‘;?' Copper | Aluminum | Titanium | Heat resist
steel Legierter Verguteter Stahl sl cast iron alloy alloy alloy ellley
2 Kog?‘;}ﬁmﬁ Stahl Rossgrﬁller Grauguss |Kupfer Leg| Aluleg | Titan Leg walr_n(;fgeste
~40HRC | ~50HRC | ~55HRC | ~68HRC GGG
v v v v v v
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@ Ex Stock / ab Lager

O On demand / auf Anfrage
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Milling - Erdsen

Volllhartmetallschaftfrasen

GM-2EP series for general machining - GIMI-2EP Serie fiir allgemeine Bearbeitung

2-Schneiden Eckfraser mit kurzer Schneide und Zylinderschaft

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

ISO Kennzeichen

Schnittdaten

Graphische Werkzeug- & Anwendungsbeschr.
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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 2.5 4.0 37 8.0 2.4 50 2 °
GM-2EP-D2.5-M10 25 4.0 3.7 10.0 2.4 50 2 °
GM-2EP-D2.5-M12 25 4.0 37 12.0 2.4 50 2 °
GM-2EP-D2.5-M14 25 4.0 3.7 14.0 24 50 2 °
GM-2EP-D2.5-M16 25 4.0 3.7 16.0 24 60 2 °
GM-2EP-D2.5-M18 2.5 4.0 3.7 18.0 2.4 60 2 °
GM-2EP-D2.5-M20 25 4.0 3.7 20.0 2.4 60 2 °
GM-2EP-D3.0-M06 3.0 6.0 4.5 6.0 2.85 50 2 °
GM-2EP-D3.0-M08 3.0 6.0 4.5 8.0 2.85 50 2 °
GM-2EP-D3.0-M10 3.0 6.0 4.5 10.0 2.85 50 2 °
GM-2EP-D3.0-M12 3.0 6.0 4.5 12.0 2.85 50 2 °
GM-2EP-D3.0-M14 3.0 6.0 4.5 14.0 2.85 60 2 °
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 °
.. v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
Werksttickstoff
Carbon | Ajjoy steel t?#ﬁ;fgf‘iégf. Eihda?r?&‘é? tSeteellhl iz Cr\?gctni;rlzlg' Copper | Aluminum | Titanium | Heat resist
Kohslt:r?sltoff Legierter Verguteter Stahl Rgts?fiolaier cast iron alloy alloy alloy wa?rllg’)éste
Stahl Stahl Stahl Grauguss |KupferLeg| Aluleg | Titan Leg Leg
~40HRC | ~50HRC | ~55HRC | ~68HRC GGG
v v v v v v
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Bestellformular fiir Sonderwerkzeuge

Solid Carbide end mills

Vollhartmetallschaftfraser




Milling - Erdsen
millsEAVollhartmetallschaftfrasen

Recommended cutting data - Empfohlene Schnittdaten

GM-2EP

Workpiece Cast iron, Carbon steel, Alloy Carbon steel, Alloy steel Pre-hardened steel, Quenched
material Kohle%tsegffstahl Kohlenstoffstahl and tempered steel Stainless steel
Werksttick- Leg. Stahl Leg. Stahl Vergiiteter Stahl Rostfreier Stahll
material ~750N/mm? ~30HRC ~40HRC
Diameter @ | Effective Rotating Feed Rotating Feed Rotating Feed Rotating Feed
owomesser | five | Drehzahl | Vorschub| AP Drehzahl | Vorschub | AP Drehzahl | Vorschub | AP Drehzahl | Vorschub| AP
(mm) Gty (min'1) (mm/min) (i) (min'1) (mm/min) (i (min'1) (mm/min) (i) (min'1) (mm/min) (s
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 % g
6 25000 800 0.09 23000 600 0.08 22000 400 0.07 17000 300 0.05 -g .:C(E
8 21000 600 0.07 20000 400 0.07 19000 300 0.05 14000 200 0.04 (] 8
12 10 21000 600 0.06 20000 400 0.05 19000 300 0.04 14000 200 0.03 8 E
12 18000 400 0.04 17000 300 0.04 16000 200 0.03 11000 150 0.02 § ‘qé
6 20000 800 0.15 18000 600 0.14 18000 400 0.11 14000 300 0.09 - g
8 19000 600 0.11 16000 400 0.10 15000 300 0.08 12000 200 0.07 8 g
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 0.11 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 ‘?e'_"h)
(Einzelne Schnitttiefe)

B445



D
S
°
<
[}
©
S
°
—
©
O
S
©°
w

—_
[0
)
i
=
S
@
<
3]
0
T
o
3]
S
=
@
<
o
=

B446

millsSEAVollhartmetallschaftfrasen

Recommended cutting data - Empfohlene Schnittdaten

GM-2EP

Workpiece Castiron, Casiggr steel, Alloy Carbon steel, Alloy steel Pre-hardened steel, Quenched
material T e ] Kohlenstoffstahl and tempered steel Stainless steel
Werkstiick- Leg. Stahl Verguteter Stahl Rostfreier Stahl
Leg. Stahl
material N ~30HRC ~40HRC
Diameter@ | Effective Rotating Feed Rotating Feed Rotating Feed Rotating Feed
Durchmesser Eltfaelglive Drehzahl | Vorschub Ap Drehzahl | Vorschub Ap Drehzahl | Vorschub Ap Drehzahl | Vorschub Ap
o | min ) [mmminy | ™ minT) | @oming] ™™ miny | @oming | ™™ min) | mmming| ™M™
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
2.5 14 12000 600 0.18 10000 400 0.17 9000 300 0.14 7000 250 0.1
16 12000 600 0.13 10000 400 0.12 9000 300 0.09 7000 250 0.08
18 12000 600 0.1 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 Kihimittel bitte Luft oder MQL (Minimalmengen) verwenden.
3. Werkzeugauskragung so kurz wie méglich wéhlen.

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




