2 Flutes Miniature Chamfering End Mills
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pre-hardened steel, cast iron, non-metallic materials
Multi function endmill for corner chamfering, side wall and centering.
Applied fine WC grade optimized for various non-ferrous and non-
metallic work materials.

Endmills for various work materials, hardened steel (HRc ~50), pre-
hardened steel, tool steel and cast iron.
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G - o n=
0 20.5~3 +0 ~ -0.01mm

20.5~93 368P ool mm
2CENE 005 0005 090 . 0.05 90° 1 40 3
2CENE 006 0005 090 0.6 0.05 90 1.2 40 3
2CENE 007 0005 090 0.7 0.05 90° 1.4 40 3
2CENE 008 0005 090 0.8 0.05 90° 1.6 40 3
2CENE 010 0005 090 1 0.05 90° 2 40 3
2CENE 010001 090 1 0.1 90° 2 40 3
2CENE 010001 120 1 0.1 120° 2 40 3
2CENE 012001 090 1.2 0.1 90° 24 40 3
2CENE 015001 090 1.5 0.1 90° 3 40 3
2CENE 015001 120 1.5 0.1 120° 3 40 3
2CENE 020 001 090 2 0.1 90° 4 40 3
2CENE 020 002 090 2 0.2 90° 4 40 3
2CENE 020 002 120 2 0.2 120° 4 40 3
2CENE 025 002 090 23 0.2 90° 5 40 3
2CENE 030 002 090 3 0.2 90° 6 40 3
2CENE 030 002 120 3 0.2 120° 6 40 3
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I ZCEN Cutting Condition

+ RPM : rev./min « Feed : mm/min

A U328 Et4Z #3372 a5y HELE
Material Mild Steels/ Carbon Steels Alloy Steels/ Tool Steels Prehardened Steels (30~45HRC) Aluminum Alloys
L Ap Ap Ap Ap
23 outside Diameter RPM FEED Axial Depth RPM FEED Axial Depth RPM FEED Axial Depth RPM FEED Axial Depth
22 1,400 100 2 800 50 2 650 40 1 4,800 280 2
23 1,400 100 3 800 50 3 650 40 1.5 4,800 280 3
24 1,280 100 4 690 50 4 580 40 2 4,200 280 4
25 1,300 100 5 640 50 5 520 40 2.5 3,300 280 5
26 1,150 100 6 600 50 6 480 40 3 2,900 280 6
28 1,000 100 8 530 50 8 420 40 4 2,600 280 8
210 850 90 10 490 40 10 390 30 5 2,400 260 10
212 720 90 12 410 40 12 310 30 6 1,900 260 12
214 610 90 14 340 40 14 270 30 7 1,700 240 14
216 550 90 16 310 40 16 250 30 8 1,500 230 16
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Depth of Cut
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1 2CENE / 2CCMC
Ty UPZG/ EHAY #3% e 5 EEL
Materid Mild Steels/ Carbon Steels Alloy Steels i< (g(r)ﬁr%?_cht)ee S Copper Aluminum
o3
S}utside RPM FEED Ap Ae RPM FEED Ap Ae RPM FEED Ap Ae RPM FEED Ap Ae RPM FEED Ap Ae
iameter

g1 28,000 230 1.5 0.05| 24,500 180 1.5 0.05 | 17,500 120 1.5 0.05 | 23,000 150 1.5 0.1 | 50,000 400 1.5 0.2
21.5 18,700 340 2.0 0.10 | 16,300 180 2.0 0.10 | 11,700 120 2.0 0.10 | 13,000 150 2.0 0.3 | 40,900 400 2.0 0.3
22 14,000 360 2.5 0.15| 12,300 220 2.5 0.15 | 8800 170 2.5 0.15 | 11,500 150 2.5 0.4 | 31,800 400 2.5 0.4
23 9,300 390 4.0 0.30 | 8,200 240 4.0 0.30 | 5800 170 4.0 0.30 8,000 200 4.0 0.6 | 21,200 400 4.0 0.6
24 7,000 390 5.0 040 6,700 240 5.0 0.40 | 4,400 180 5.0 0.40 6,000 200 5.0 0.8 | 15900 500 5.0 0.8
25 5,600 470 6.0 0.50 | 4,900 260 6.0 0.50 | 3,500 200 6.0 0.50 5,000 200 6.0 1| 12,700 500 6.0 1
26 4,700 480 8.0 0.60 4,700 270 8.0 0.60 | 2,900 200 8.0 0.60 4,000 200 80 1.2 | 10,600 500 8.0 1.2
28 3,500 470 10.0 1.00 | 3,100 270 10.0 1.00 | 2,200 200 10.0 1.00 3,000 200 10.0 1.6 | 8,000 600 10.0 1.6
210 2,800 480 12.0 1.20 | 2,500 280 12.0 1.20 | 1,800 200 12.0 1.20 2,400 200 12.0 2 6,400 600 12.0 2
212 2,300 470 15.0 1.50 | 2,000 260 15.0 1.50 | 1,500 200 15.0 1.50 2,000 200 15.0 2.4 | 5,300 700 15.0 2.4
Holak Side Milling

Depth of Cut *Ap: AxialDepth < |
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* Grooving with 2CENE is not possible and 2CCMC is also not recommeded.
* Above parameters are for side milling.
* Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.
* If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.
* If avibration is occurred while side milling, reduce the feed.
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Your specials are our standards.
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