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HM-2EP series for machining high hardness steel - HM-2EP Serie fir die Hartbearbeitung

. 2-flute slot end mills with short cutting edge and long neck
2-Schneiden Nutenfraser mit kurzer Schneide und Zylinderschaft
* ‘
=S
e s HY
\ ° M
D<imm  1mmsD L
Coated
Meno-AITM| _[D]o-oots @ QB
— e — S— al —
Dimension(mm) Grade
Teeth
TType Abmessungen Zahne Sorte
yp D d H M di L z KMG 555
HM-2EP-D0.5-M04 0.5 4.0 0.7 4.0 0.45 50 2 °
HM-2EP-D0.5-M06 0.5 4.0 0.7 6.0 0.45 50 2 °
HM-2EP-D0.5-M08 0.5 4.0 0.7 8.0 0.45 50 2 °
HM-2EP-D0.8-M04 0.8 4.0 1.2 4.0 0.75 50 2 °
HM-2EP-D0.8-M06 0.8 4.0 1.2 6.0 0.75 50 2 °
HM-2EP-D0.8-M08 0.8 4.0 1.2 8.0 0.75 50 2 °
HM-2EP-D0.8-M10 0.8 4.0 1.2 10.0 0.75 50 2 °
HM-2EP-D1.0-M04 1.0 4.0 15 4.0 0.95 50 2 °
HM-2EP-D1.0-M06 1.0 4.0 15 6.0 0.95 50 2 °
| .
» o HM-2EP-D1.0-M08 1.0 40 1.5 8.0 0.95 50 2 °
% fg HM-2EP-D1.0-M10 1.0 4.0 15 10.0 0.95 50 2 °
- 3:3 HM-2EP-D1.0-M12 1.0 40 15 12.0 0.95 50 2 .
[
o g HM-2EP-D1.0-M14 1.0 4.0 1.5 14.0 0.95 50 2 °
[ —1
=] HM-2EP-D1.2-M06 1.2 4.0 1.8 6.0 1.15 50 2 °
oo
S E HM-2EP-D1.2-M08 1.2 4.0 1.8 8.0 1.15 50 2 °
g = HM-2EP-D1.2-M10 1.2 4.0 1.8 10.0 1.15 50 2 °
=
335 HM-2EP-D1.2-M12 1.2 4.0 1.8 12.0 1.15 50 2 °
0 = HM-2EP-D1.5-M06 15 40 23 6.0 145 50 2 o
HM-2EP-D1.5-M08 1.5 4.0 23 8.0 1.45 50 2 °
HM-2EP-D1.5-M10 1.5 4.0 23 10.0 1.45 50 2 °
HM-2EP-D1.5-M12 1.5 4.0 2.3 12.0 1.45 50 2 °
HM-2EP-D1.5-M14 1.5 40 23 14.0 1.45 50 2 °
HM-2EP-D2.0-M06 2.0 4.0 3.0 6.0 1.95 50 2 °
HM-2EP-D2.0-M08 2.0 4.0 3.0 8.0 1.95 50 2 °
HM-2EP-D2.0-M10 2.0 4.0 3.0 10.0 1.95 50 2 °
HM-2EP-D2.0-M12 2.0 4.0 3.0 12.0 1.95 50 2 °
HM-2EP-D2.0-M14 2.0 4.0 3.0 14.0 1.95 50 2 °
HM-2EP-D2.0-M16 2.0 4.0 3.0 16.0 1.95 50 2 °
. . L. . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
(o] Workpiece material
Lo Werkstiickstoff
2t Carbon Quenched and Hardened steel - Stainless Gast iron, Heat resist
(D Alloy steel tempered steel - BNt S ; Nodular Copper | Aluminum | Titanium
steel : p Geharteter Stahl steel : alloy
Legierter Verguteter Stahl . cast iron alloy alloy alloy
Kohlenstoff Stahl Rostfreier Grauguss |KupferLeg| Aluleg | Titan Leg warmfeste
e Stahl ~40HRC | ~50HRC | ~60HRC | ~68HRC | Stahl GGG Leg
v v v v

@ Ex Stock / ab Lager O On demand / auf Anfrage

B328



KMGS555

Sellid] Certsicls enel mills ©

Milling - Erdsen

Volllhartmetallschaftfrasen

HM-2EP series for machining high hardness steel - HIMI-2EP Serie fiir die Hartbearbeitung

. 2-flute slot end mills with short cutting edge and long neck
2-Schneiden Nutenfraser mit kurzer Schneide und Zylinderschaft

ISO Kennzeichen

Schnittdaten

Graphische Werkzeug- & Anwendungsbeschr.

Bestellformular fiir Sonderwerkzeuge
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Dimension(mm) Grade
Teeth
'I_'lype Abmessungen Z5hne Sorte
o D d H M dr L z KMG 555
HM-2EP-D2.5-M08 25 4.0 3.7 8.0 2.4 50 2 °
HM-2EP-D2.5-M10 25 4.0 3.7 10.0 24 50 2 )
HM-2EP-D2.5-M12 25 4.0 3.7 12.0 24 50 2 )
HM-2EP-D2.5-M14 2.5 4.0 3.7 14.0 2.4 50 2 [}
HM-2EP-D2.5-M16 25 4.0 3.7 16.0 2.4 60 2 °
HM-2EP-D2.5-M18 25 4.0 3.7 18.0 2.4 60 2 )
HM-2EP-D2.5-M20 2.5 4.0 3.7 20.0 2.4 60 2 [ ]
HM-2EP-D3.0-M06 3.0 6.0 4.5 6.0 2.85 50 2 [
HM-2EP-D3.0-M08 3.0 6.0 4.5 8.0 2.85 50 2 °
HM-2EP-D3.0-M10 3.0 6.0 4.5 10.0 2.85 50 2 )
HM-2EP-D3.0-M12 3.0 6.0 4.5 12.0 2.85 50 2 °
HM-2EP-D3.0-M14 3.0 6.0 45 14.0 2.85 60 2 °
HM-2EP-D3.0-M16 3.0 6.0 4.5 16.0 2.85 60 2 °
HM-2EP-D3.0-M18 3.0 6.0 4.5 18.0 2.85 60 2 °
HM-2EP-D3.0-M20 3.0 6.0 4.5 20.0 2.85 60 2 [ ]
HM-2EP-D4.0-M12 4.0 6.0 6.0 12.0 3.85 60 2 [
HM-2EP-D4.0-M16 4.0 6.0 6.0 16.0 3.85 60 2 °
HM-2EP-D4.0-M20 4.0 6.0 6.0 20.0 3.85 60 2 )
HM-2EP-D4.0-M25 4.0 6.0 6.0 25.0 3.85 60 2 °
HM-2EP-D5.0-M16 5.0 6.0 75 16.0 4.85 60 2 )
HM-2EP-D5.0-M25 5.0 6.0 7.5 25.0 4.85 70 2 °
. . L. . v = Very suitable - Sehr empfohlen
@ Material Overview - Material Ubersicht v = Suitable - Empfohlen
Workpiece material
Werkstiickstoff
Quenched and 8 Cast iron, .
Cetren Alloy steel tempered steel nardened steel - Sta|n|e§s Nodular Copper | Aluminum | Titanium sl sl
steel : p Geharteter Stahl steel : alloy
Legierter Verguteter Stahl . cast iron alloy alloy alloy
Kohlenstoff Stahl Rostfreier Grauguss |KupferLeg| Aluleg | Titan Leg warmfeste
Stahl ~40HRC | ~50HRC | ~60HRC | ~68HRC | Stahl GGG Leg
v v v v
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Milling - Erdsen
millsEAVollhartmetallschaftfrasen

Recommended cutting data - Empfohlene Schnittdaten

HM-2EP

Workpiece Pre-hardened steel, Hardened steel Hardened steel
material Verguteter Stahl, Geharteter Stahl Geharteter Stahl
Werkstiickstoff 40~50HRC 50~60HRC
o E':?ng:':ﬁz ggﬁggﬁ Vorsehub g gg:::t?l Vorsenub Ap

(mm) "(ﬁﬁ? (min™") (mm/min) (i) (min’ (mm/min) (i)
4 21000 100 0.009 17000 50 0.009

0.5 6 20000 75 0.006 1500 35 0.007
8 20000 50 0.002 1500 20 0.003
4 20000 200 0.022 14000 100 0.011
6 18000 150 0.014 14000 75 0.009

08 8 18000 100 0.01 14000 50 0.006
10 18000 75 0.007 14000 30 0.004
4 17000 400 0.035 12000 100 0.016
6 17000 400 0.03 12000 100 0.014
8 15000 300 0.02 10000 75 0.01

10 10 15000 250 0.015 10000 50 0.008
12 12000 150 0.01 10000 50 0.006
14 12000 100 0.007 10000 30 0.004
6 14000 400 0.03 10000 100 0.017 6

12 8 12000 300 0.03 10000 100 0.014 % ﬁ
10 12000 300 0.02 10000 7 0.01 g %
12 10000 200 0.01 10000 50 0.00 OC) §
6 12000 400 0.06 8000 200 0.028 8 E
8 10000 300 0.04 7000 150 0.021 % GE')

1.5 10 10000 300 0.03 7000 150 0.017 oL
12 10000 300 0.025 7000 100 0.01 % %
14 10000 250 0.02 7000 75 0.005 n >
6 9000 400 0.13 6000 300 0.07
8 9000 400 0.1 6000 300 0.06
10 7000 300 0.10 6000 200 0.05

20 12 7000 300 0.06 6000 200 0.03
14 7000 250 0.04 6000 150 0.015
16 7000 200 0.02 6000 100 0.008

Max. cutting qepth I Ap (per cut/ pro Schnitt)
max Schnitttiefe
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millsSEAVollhartmetallschaftfrasen

Recommended cutting data - Empfohlene Schnittdaten

HM-2EP

Workpiece Pre-hardened steel, Hardened steel Hardened steel
material Verguteter Stahl, Geharteter Stahl Geharteter Stahl
Werkstiickstoff 40~50HRC 50~60HRC
Diameter @ | Effective Rotating Feed Rotating Feed
p—— E:l_‘?_aenrl?ége Drehzahl Vorschub an Drehzahl Vorschub an
(mm) (mm) (min™") (mm/min) () (min™") (mm/min) L
8 8000 400 0.16 5000 300 0.08
10 8000 400 0.14 5000 300 0.07
12 8000 400 0.09 5000 300 0.05
2.5 14 6000 300 0.07 5000 200 0.03
16 6000 300 0.05 5000 200 0.025
18 6000 300 0.04 5000 150 0.02
20 6000 300 0.02 5000 100 0.01
6 7000 400 0.18 5000 300 0.10
8 7000 400 0.15 5000 300 0.08
10 7000 400 0.12 5000 300 0.06
3.0 12 7000 400 0.10 5000 300 0.05
’ 14 6000 300 0.08 5000 200 0.04
16 6000 300 0.06 5000 200 0.03
'G_J 18 6000 300 0.05 5000 200 0.025
2.3 20 6000 250 0.04 5000 150 0.01
y—
_g H"('E' 12 4500 400 0.16 4000 300 0.08
‘G:J é 40 16 4500 400 0.14 4000 300 0.06
3% ) 20 4500 300 0.10 4000 300 0.04
—
'(% SEJ 25 4500 300 0.08 4000 300 0.03
O % 16 4000 400 0.19 3000 300 0.09
T C 5.0
% % 25 4000 400 0.15 3000 300 0.06
n >
Max. cutting depth | Ap (per cut/ pro Schnitt)
max Schnitttiefe

. 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.

A wWN=

. Bitte prézise Maschine und Werkzeugaufnahmen wahlen.

. Bitte Luftkiihlung oder Schneidflussigkeit benutzen.

. Bei Vibrationen oder unlblichen Gerduschen reduzieren Sie die Schnittdaten entsprechend.
. Werkzeugauskragung so kurz wie méglich wahlen.
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