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+ Endmills for CFRP, GFRP, glass/carbon fiber, nonferrous

’ hs and non-metallic materials.
6%9 g@ 3 ¢ Outstanding performance in machining of various composite
— materials.

* Excellent wear resistance by applying high hardness coating layer.
* Minimize built up edge by low friction diamond coating technology.

A4
! 'NANO o D Size D Tolerance
o DlA. DATA 20.5~1 +0~-0.01Tmm
Coating Hel|x Angle
005 21.5~12 -0.005 ~ -0.02mm

0.25~0.5R o75 S erel: mm
m m -
% 2CPB 005010 S04 0.25R X 0.5 4 2CPB 080 140 080 4R X8 14 80 8
8 2CPB 006 012 S04 0.3RX 0.6 2 4 2CPB 080140110 4RX8 14 110 8
s 2CPB 008 020 S04 0.4RX 0.8 2 50 4 2CPB 100 180 080 5RX10 18 80 10
g 2CPB 010 025 S04 0.5RX1 25 50 4 2CPB 100180110 5RX 10 18 110 10
g 2CPB 015 040 S04 0.75RX 1.5 4 50 | 4 2CPB 120 220 080 6RX 12 22 180 12
m 2CPB 020 050 S04 1RX2 5 50 4 2CPB 120220110 6RX 12 22 110 12

2CPB 025 060 S04 1.25RX 2.5 6 50 4

2CPB 030 080 S06 1.5RX3 8 60 6

2CPB 040 080 S06 2RX4 8 |70 6

2CPB 050 100 S06 2.5RX5 10 80 6

2CPB 060 120 080 3RX6 12 80 6

2CPB 060 120 110 3RX6 12 1110 6

%q/g% 8~12 Flutes Fin ishing End Mills for Composite
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{i:} Eiw 8 Endmills for CFRP, GFRP, glass/carbon fiber, graphite,

ot o oo G | nonferrous and non-metallic materials.
Esﬂjt:s “e L * Outstanding performance in machining of various composite
in the bottom materials.

Excellent wear resistance by applying high hardness coating layer.
Minimize built up edge by low friction diamond coating technology.
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a E (g!“A"g Hellx Angle DATA
' L 26~12 -0.01 ~ -0.025mm

D Size D Tolerance
26~9212

el mm
8CPE 060 180 080
10CPE 080 240 080
12CPE 100 300 100 10 30 100 10
12CPE 120 360 100 12 36 100 12
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I ZCPB Cutting Condition * RPM : rev./min « Feed : mm/min

DAY Material CFRP GFRP
H} 7
Rfdis RPM FEED Axiaﬁ\ gepth Radiglei)epth RPM FEED Axiaﬁ\ IFD)epth Radigle)epth
R0.25 28,000 273 0.05 0.05 13,720 112 0.05 0.05
R0O.3 25,760 315 0.06 0.06 12,622 129 0.06 0.06
R0.4 18,816 399 0.08 0.08 9,220 164 0.08 0.08
RO.5 17,920 420 0.1 0.1 8,781 172 0.1 0.1
R1 17,920 840 0.2 0.2 8,781 344 0.2 0.2
R2 17,920 2,205 0.4 0.4 8,781 904 0.4 0.4
R3 16,800 3,098 0.6 0.6 8,232 1,270 0.6 0.6
R4 14,560 3,150 0.8 0.8 7,134 1,292 0.8 0.8
R5 12,880 3,360 1 1 6,311 1,378 1 1
R6 11,200 3,308 1.2 1.2 5,488 1,356 1.2 1.2
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* If the effective length is long, reduce the RPM and feed in the same proportion.

* If the effective length of your tool does not show above the table, use the shorten effevtive length of parameter and reduce the parameters
in the same proportion.

* Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

* In case of workpiece and machine do not have enough rigidity and make vibration, reduce the RPM and feed in same proportion.

I 8 ~IZCPE Cutting Condition * RPM : rev./min « Feed : mm/min

DA Material CFRP GFRP
o7 A
> p Ae Ap Ae
Dq;‘;ﬁggr RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth
26 8,400 840 6 2.1 4116 378 6 2.1
28 6,200 860 8 2.8 3038 387 8 2.8
210 5,100 780 10 3.5 2499 351 10 3.5
212 4,150 750 12 4.2 2034 338 12 4.2
0.35D
Yk 1.0D
Depth of Cut
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* In case of long effective length, reduce the RPM and feed by 20% or less.

* The edge of the flute precisely grinded. If you want to measure the tool, and to avoid damaging on the flutes, use non-contact measuring method.

* Above the value of the table is based on 8 flutes. If you use more than 8 flutes of endmill, raise up the RPM and Feed in a same proportion
compared to the same diameter.

* 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.

* Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.
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Your specials are our standards.
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