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

. 2-flute micro end mills with straight shank L u
2-Schneiden Mirco Eckfraser mit langer Schneide
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Dimension(mm)
Tvoe Teeth Grade
1¥p Abmessungen Zahne Soie
yP D d H L z KMG303
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 11 4.0 2.0 50 2 °
[}
» 8 GM-2ES-D1.2 1.2 4.0 2.5 50 2 °
= :E, GM-2ES-D1.3 13 4.0 2.5 50 2 °
o3 GM-2ES-D1.4 1.4 4.0 3.0 50 2 o
[5}
g @ 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 °
© g GM-2ES-D1.7 1.7 4.0 35 50 2 °
g _(C\') GM-2ES-D1.8 1.8 4.0 4.0 50 2 °
35 GM-2ES-D1.9 1.9 4.0 4.0 50 2 °
0 = GM-2ES-D2.0 2.0 4.0 4.0 50 2 [
GM-2ES-D2.1 21 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 24 4.0 5.0 50 2 °
GM-2ES-D2.5 2.5 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 55 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 °
. . L . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
8 Werkstiickstoff
™ (S I e Hardened steel - ] Cast iron :
) Carbon Alloy steel izl e - Geharteter Stahl Stalnle.ss Nodular | Copper | Aluminum | Titanium Heat resist
steel . Vergiiteter Stahl steel ; alloy
Kohlenstoff Ll s Rostfreier B I 2l cllioy il 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

B300



Milling

- Frasen

imillsgAVellhartmetallschaftfrasern

Recommended cutting data - Empfohlene Schnittdaten

GM-2ES

Wn(:::g;(ie Nod?JIaaSrt <i:raosr)t’iron Cart;gcr)]hlséﬁgltb#élt%ﬁsteel Cart'?:hlséﬁzlb#g’?aﬁsteel Q”Z?Cﬂggdaeg‘?ct’:r;%?;}w Stainless steel
Werkstiick- Grgtg;éss ~L795% NS/tahl2 L:eg(.) I_S"’t?agl Vergﬂ?é?eer Stahl 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™") (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
1.5 13000 140 15000 165 11800 130 10000 90 7000 50
2.0 13000 160 15000 185 11800 145 10000 100 7000 60
2.5 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 = o

A OwWN

INFRYCIN

. 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 prézise Maschine und Werkzeugaufnahmen wahlen.

. Als Kihlmittel 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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