Milling - Erdsen
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NM-2EP series for machining cooper - NIM=2EP Serie firr die Bearbeitung von Kupfer

. 2-flute short cutting edge end mills with straight shank with long neck "'I
2-Schneiden Schaftfraser mit Zylinderschaft
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NM-2EP-D0.5-M04 0.5 4.0 0.7 4.0 0.45 50 2 °

NM-2EP-D0.5-M06 0.5 4.0 0.7 6.0 0.45 50 2 °

NM-2EP-D0.5-M08 0.5 4.0 0.7 8.0 0.45 50 2 °

NM-2EP-D0.8-M04 0.8 4.0 1.2 4.0 0.75 50 2 °

NM-2EP-D0.8-M06 0.8 4.0 1.2 6.0 0.75 50 2 °

NM-2EP-D0.8-M08 0.8 4.0 1.2 8.0 0.75 50 2 °

NM-2EP-D0.8-M10 0.8 4.0 1.2 10.0 0.75 50 2 °

NM-2EP-D1.0-M04 1.0 4.0 5 4.0 0.95 50 2 °

NM-2EP-D1.0-M06 1.0 4.0 1.5 6.0 0.95 50 2 °

NM-2EP-D1.0-M08 1.0 4.0 5 8.0 0.95 50 2 ° o
NM-2EP-D1.0-M10 1.0 4.0 1.5 10.0 0.95 50 2 ° 2 :@
NM-2EP-D1.0-M12 1.0 40 15 12.0 0.95 50 2 ° EE
NM-2EP-D1.0-M14 1.0 4.0 1.5 14.0 0.95 50 2 ° g %
NM-2EP-D1.5-M08 15 40 23 8.0 145 50 2 ° © %
NM-2EP-D1.5-M16 15 4.0 2.3 16.0 1.45 50 2 ° S ©
NM-2EP-D2.0-M06 2.0 4.0 3.0 6.0 1.95 50 2 ° S E
NM-2EP-D2.0-M08 2.0 4.0 3.0 8.0 1.95 50 2 ° o g
NM-2EP-D2.0-M10 2.0 4.0 3.0 10.0 1.95 50 2 ° g ;3
NM-2EP-D2.0-M12 2.0 4.0 3.0 12.0 1.95 50 2 °

NM-2EP-D2.0-M14 2.0 4.0 3.0 14.0 1.95 50 2 °

NM-2EP-D2.0-M16 2.0 4.0 3.0 16.0 1.95 50 2 °

NM-2EP-D2.5-M10 25 4.0 3.7 10.0 2.4 50 2 °

NM-2EP-D2.5-M20 25 4.0 3.7 20.0 2.4 60 2 °

NM-2EP-D3.0-M10 3.0 6.0 4.5 10.0 2.85 50 2 °

NM-2EP-D3.0-M20 3.0 6.0 4.5 20.0 2.85 60 2 °

NM-2EP-D4.0-M16 4.0 6.0 6.0 16.0 3.85 60 2 °

NM-2EP-D4.0-M25 4.0 6.0 6.0 25.0 3.85 60 2 °

NM-2EP-D5.0-M16 5.0 6.0 7.5 16.0 4.85 60 2 °

NM-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
g Workpiece material
™ Werkstiickstoff

Quenched and 8 Cast iron, .
(D Cetren Alloy steel tempered steel nardened steel - Sta|n|e§s Nodular Copper | Aluminum | Titanium sl sl
steel : p Geharteter Stahl steel : alloy
E Kohlenstoff LeSgtle;tler Verguteter Stahl Rostfreier GCEISt ron K aflloyL A?”Ey T-ta”o?_/ warmfeste
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ISO Kennzeichen Schnittdaten Graphische Werkzeug- & Anwendungsbeschr. Bestellformular fiir Sonderwerkzeuge
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millSEAVollhartmetallschaftfrasen

Recommended cutting data - Empfohlene Schnittdaten

NM-2EP

Workpiece material Copper / Copper alloy
Werkstuickstoff Kupfer / Kupferlegierung
Dreta Vorsoub A

(mm) (:;m)e (min™") (mm/min) ot
4 40000 800 0.004

0.5 6 40000 700 0.002
8 40000 500 0.001
4 40000 1000 0.02
6 40000 1000 0.015

08 8 40000 800 0.01
10 40000 600 0.005
4 40000 1800 0.04
6 40000 1500 0.04
8 40000 1500 0.03

10 10 30000 1000 0.02
12 30000 800 0.015
14 30000 600 0.01
8 40000 2000 0.09

13 16 20000 1000 0.03
6 40000 2400 0.18
8 40000 2200 0.15
10 40000 2000 0.12

2.0
12 30000 1500 0.10
14 30000 1200 0.08
16 30000 1000 0.06
10 40000 2500 0.15

25 20 20000 1000 0.08
10 20000 2500 0.20

30 20 20000 2000 0.12
16 15000 1800 0.25

4.0
25 15000 1200 0.15
16 12000 2000 0.40

>0 25 12000 1500 0.35

Max. cutting depth
max Schnitttiefe | Ap(per cut / pro Schnitt)

1. Please select high precise machine and tool holder.

2. Please use water-soluble cutting liquid.

3. Make overhang as short as possible if no interference.

1. Bitte Maschine und Werkzeugaufnahme mit hoher Prazission und Stabilitat wahlen.
2. Bitte wasserldsliche Kuhimittel verwenden.

3. Die Werkzeugauskragung so kurz wie méglich wahlen.
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