Carbide Ball End Mills for Mold Carbide Ball End Mills for Graphite
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FE604 [ 2| 20| 65 4 GBR2020 | (1] 1 10| 80| 6|2 GBL2020 | (]| 1 200100 6 |2 | =
FE606 O 3| 25| 80 6 GBR2025 | (1| 125| 10 | 80| 6 | 2 GBL2030 || 1.5] 30[100| 6|2 | &
FE608 O 4 25| 80 8 GBR2030 | 1| 15 | 15| 80| 6 | 2 GBL2040 (1| 2 60/110| 6 | 2| =
FE610 O 5| 25| 80| 10 GBR2040 | [7| 2 20| 80| 6|2 GBL2050 (1| 25| 70/125| 6 | 2| =
FE612 O 6| 30| 80| 12 GBR2045 | (]| 225 25 | 100, 6 | 2 GBL2060 | (1| 3 80/130| 6| 2| S
FE614 O 7| 30| 80| 14 GBR2050 | (1] 25 | 25 | 100 6| 2 GBL2070 || 3.5| 90140, 6| 2
FE616 O 8| 35/110| 16 GBR2060 | [ 3 30 |[100] 6| 2 GBL2080 (1| 4 |100[150, 8 | 2
FE618 ] 9| 35/110| 18 GBR2065 | (]| 325| 35 | 100, 6 | 2 GBL2090 |[(]| 4.5/110/160| 8 | 2
FE620 | 10/ 35/110 20 GBR2070 | (7| 35 | 35 /100, 6 | 2 GBL2100 |[(1| 5 |[120[170| 10 | 2
GBR2080 | [ 4 40 [ 110] 8 | 2 GBL2110 |[(J| 6.5/120/170| 10 | 2
GBR2085 | (1| 425| 45 110, 8 | 2 GBL2120 (1| 6 [130[190| 12 | 2
GBR2090 | (1| 45 | 45 | 110, 8 | 2 GBL2130 |[J| 6.5/130/190| 12 | 2
GBR2100 || & 50 1 120] 10 | 2 GBL4140 |1 7 |140/210| 12 | 4
GBR2105 | (1| 525| 50 | 120| 10 | 2 GBL4150 || 7.5/140|210| 12 | 4
GBR2110 | (]| 65 | 50 | 120| 10 | 2 GBL4160 |(1| 8 |150/230| 16 | 4
GBR2120 || 6 55 1130 12 | 2 GBL4170 || 8.5/150|230| 16 | 4
GBR2125 | (]| 6.25| 55 | 130 12 | 2 GBL4180 |[1| 9 |160(250| 16 | 4
GBR2130 | (1| 65 | 55 1130 12 | 2 GBL4200 |(1/10 118012501 20 | 4
GBR4140 | 1] 7 60 140 12 | 4
GBR4150 | (]| 75 | 60 | 140 12 | 4
GBR4160 | (]| 8 65 [ 150| 16 | 4
GBR4170 | (1| 85 | 65 |150| 16 | 4
GBR4180 | [1] 9 65 | 160| 16 | 4
GBR4200 | (1110 75 1160 20 | 4
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RE1 | 2 | 44,000 | 800~1,000] 11,000 | 250 ~300 | 25000 | 500~ 600|  Ao=@®0&A. -

RE2 | 4| 22,000 | 1,000 ~1.300| 5.600 | 300~400 | 12,500 | 600~ 800| »EHEANTETSBEE MEALY/RILOTRAEHRLET
RE3 6 | 15,000 | 1,200 ~1,500| 3,700 350 ~ 450 8,500 700 ~ 900| [Note]

RE4 11,000 | 1,800 ~2,000, 2,800 550 ~ 600 6,400 | 1,100 ~ 1,200 DUse the appropriate coolant for the work material and machining shape.
RES | 10 6400] 2,000~ 2500|2200 | 600~700 | 51001200 ~1.400] *Soriarchs s e dabed o B albhareS b
RE6 | 12 | 7,300 | 2,000 ~2,500| 1,800 600 ~ 700 4,200 | 1,200 ~ 1,400 'E‘S\?r?h of cutr,]_to_olingjtﬁnd conditilons of machinﬁ_s. NG il
RE7.5| 15 5,800 | 1,800 ~2,000| 1,500 550 ~ 600 3,400 [ 1,100 ~1,200]| ®When machining with a general purpose machine or an Hormwot
RE8 | 16 | 5500 1,600 ~ 1,800 1.400 | 500 ~600 | 3.200 | 1,000 ~1.200| cuting i order to provent chips o scatiorng. There o no difarence
RE9 18 4,900 | 1,600 ~ 1,700 1,200 400 ~ 500 2,800 800 ~1,000]| - in life of end mills between dry cutting and wet cutting.

@In the case of insufficient revolution speed, it is recommended to use a

RE10 | 20 4,400 | 1,200 ~1.400] 1.100 350 ~ 450 2,500 700 ~ 900] " high speed milling attachment.

o FEG@*‘!FE\*&%U *Z Applicable work material of FE6 o 75774 I\Fﬁl‘/ hE}W)Wi:'\?&EiUM Applicable work material of End mill for Graphite
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A445





