CARBIDE

4G MILL

END MILLS

4G MILL

70

CARBIDE, 2 FLUTE

& VOLLHARTMETALL, 2 SCHNEIDEN
() Fraise carbure, 2 dents
() MD, 2 TAGLIENTI, SPIGOLO VIVO

END MILLS

» New coating and tool geometry applied resulting outstanding
cutting abilities and wear resistance.

pExcellent performance when cutting prehardened steels, up to
HRc55 which are used for molds & dies.

pFrom a sharp edge geometry at the end tooth, cutting abilities at
work process is increased.

————

fkd =

P.306-309

» Aufgrund einer neuartigen Beschichtung und neuer
Werkzeuggeometrien hervorragende Schnittleistung und
Verschleil¥festigkeit

» Hervorragende Leistung bei der Zerspanung von vorvergliteten
Stahlen bis HRc55, welche im Werkzeug- und Formenbau
Verwendung finden.

p» Aufgrund der scharfen Schneidengeometrie wird eine bessere
Schnittfreudigkeit wahrend der Bearbeitung gewahrleistet.

D{|L [

L2

Unit : mm

Mill Shank Length Overall
Diameter Diameter of Cut Length
D1 D2 L1 L2

% SEME35001E 0.1 4 0.2 40
% SEME350015E 0.15 4 0.3 40
% SEME35002E 0.2 4 0.4 40
SEME350025E 0.25 4 0.5 40
% SEME35003E 0.3 4 0.6 40
SEME350035E 0.35 4 0.7 40
% SEME35004E 0.4 4 0.8 40
SEME350045E 0.45 4 0.9 40
% SEME35005E 0.5 4 1.0 40
SEME350055E 0.55 4 1.1 40
% SEME35006E 0.6 4 1.2 40
SEME350065E 0.65 4 1.3 40
% SEME35007E 0.7 4 1.4 40
SEME350075E 0.75 4 1.5 40
% SEME35008E 0.8 4 1.6 40
SEME350085E 0.85 4 1.7 40
% SEME35009E 0.9 4 1.8 40
SEME350095E 0.95 4 2 40
% SEME35010E 1.0 6 2.5 50
% SEME35012E 1.2 6 3 50
% SEME35015E 1.5 6 4 50
% SEME35020E 2.0 6 6 50
% SEME35025E 25 6 7 50
% SEME35030E 3.0 6 8 50
% : Stock Item P NEXT PAGE
! Mill Dia. Shank Dia.
ot )
up to @6 0~-0.012 h5
26 0~-0.015
over © : Excellent O:Good
ISO . M
Dysactﬁgfén Non-alloy steel Low alloy steel Hl%rrugltlgoyleg{:gelel, Stainless steel Grey cast iron N°d‘i’r|grr1 cast Malleﬁtl)):? cast
VDI 3323 1 2 3 4 5 6 7 8 9 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 35 15 23 10 10 26 3 25 21

HB 125 190 250 270 300 180 275 300 350
Recommend O O ©) ©)] © O ©)] © ©
1SO
Material ~ Aluminum-
Description - wrought alloy Materials
VDI3323 21 22 23 24 25 26 27 28 29 30
HRc
HB 60 100 75 90 130 110 90 100
Recommend

Aluminum-cast, alloyed mppg,gggg’é’g;’?‘m Non Metallic

200 325 200 240 180 180 260 160 250 130 230

© (@) (@) (©) (@) O (©) (@)

Heat Resistant Super Alloys Titanium Alloys Ha;id:é}ed ng{"ﬁgn "clggm
31 32 3] 34 35 36 37 38 39 40 4
15 30 25 38 34 55 60 42 55
200 280 250 350 320 400Rm 1050Rm 550 630 400 550

o © o
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4G MILL

70

CARBIDE, 2 FLUTE

& VOLLHARTMETALL, 2 SCHNEIDEN
() Fraise carbure, 2 dents
() MD, 2 TAGLIENTI, SPIGOLO VIVO

» New coating and tool geometry applied resulting outstanding
cutting abilities and wear resistance.

pExcellent performance when cutting prehardened steels, up to
HRc55 which are used for molds & dies.

pFrom a sharp edge geometry at the end tooth, cutting abilities at
work process is increased.

END MILLS

ﬁ*— DzI‘L

[k

P.306-309

CARBIDE

» Aufgrund einer neuartigen Beschichtung und neuer
Werkzeuggeometrien hervorragende Schnittleistung und
Verschlei¥festigkeit

P Hervorragende Leistung bei der Zerspanung von vorverguteten
Stahlen bis HRc55, welche im Werkzeug- und Formenbau
Verwendung finden.

p» Aufgrund der scharfen Schneidengeometrie wird eine bessere
Schnittfreudigkeit wahrend der Bearbeitung gewahrleistet.

4G MILL

END MILLS

L2

Unit : mm

Mill Shank Length Overall
Diameter Diameter of Cut Length
D1 D2 L1 L2

% SEME35035E 35 6 10 50

% SEME35040E 4.0 6 10 50

% SEME35045E 4.5 6 14 50

% SEME35050E 5.0 6 15 60

% SEME35055E 5.5 6 15 60

% SEME35060E 6.0 6 15 60

% SEME35065E 6.5 8 18 60

% SEME35070E 7.0 8 20 60

% SEME35075E 7.5 8 20 60

% SEME35080E 8.0 8 20 70

% SEME35085E 8.5 10 22 70

% SEME35090E 9.0 10 22 70

% SEME35095E 9.5 10 24 70

% SEME35100E 10.0 10 25 75

% SEME35105E 10.5 12 26 75

% SEME35110E 11.0 12 30 75

SEME35115E 115 12 30 80
% SEME35120E 12.0 12 30 80
% SEME35130E 13.0 12 35 100
SEME3514012SE 14.0 12 35 100

% SEME3514014SE 14.0 14 35 100

% SEME35140E 14.0 16 35 100

% SEME35150E 15.0 16 38 100

% SEME35160E 16.0 16 40 100
% : Stock Item » NEXT PAGE

" Mill Dia. Shank Dia.
up to @6 0~-0.012 h5
a6 0~-0.015
over © : Excellent O:Good
ISO : M
D&Z‘t‘?pﬁ‘?én Non-alloy steel Low alloy steel H%Im Stainless steel Grey cast iron Nodlijlrgrr‘ cast Malleiarglr:e cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21

HB 125 190 250 270 300 180 275 300 350

Recommend O O ©) © © O ©] © ©)
ISO

Material ~ Aluminum-
Description - wrought alloy (Bronze
VDI3323 21 22 23 24 25 26 2
HRc

HB 60 100 75 20 130 110 0 100
Recommend

29

Aluminum-cast, alloyed Copperand O/%pr;ggl)klloys N&na{‘gﬁta?gic
7 28

200 325 200 240 180 180 260 160 250 130 230

) O O O O O O O
s |
Heat Resistant Super Alloys Titanium Alloys Hasr}i:ged cﬂ% "Claagelrg
31 32 33 34 35 36 37 38 39 40 41
15 30 25 38 34 55 60 42 55
200 280 250 350 320 400Rm 1050Rm 550 630 400 550

(@) © (@)
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CARBIDE

4G MILL

END MILLS

- 4G MILL
I/G END MILLS PLAlNSHANkm

CARBIDE, 2 FLUTE

& VOLLHARTMETALL, 2 SCHNEIDEN
() Fraise carbure, 2 dents
() MD, 2 TAGLIENTI, SPIGOLO VIVO

» New coating and tool geometry applied resulting outstanding » Aufgrund einer neuartigen Beschichtung und neuer

cutting abilities and wear resistance. Werkzeuggeometrien hervorragende Schnittleistung und
pExcellent performance when cutting prehardened steels, up to Verschleil¥festigkeit

HRc55 which are used for molds & dies. p Hervorragende Leistung bei der Zerspanung von vorvergliteten
pFrom a sharp edge geometry at the end tooth, cutting abilities at Stahlen bis HRc55, welche im Werkzeug- und Formenbau

work process is increased. Verwendung finden.

» Aufgrund der scharfen Schneidengeometrie wird eine bessere
Schnittfreudigkeit wahrend der Bearbeitung gewahrleistet.

S ———

|

.l @ a P.306-309
Unit : mm
Mill Shank Length Overall
Diameter Diameter of Cut Length
D1 D2 L1 L2

SEME35170E 17.0 16 42 100
% SEME35180E 18.0 16 45 100
SEME3518018SE 18.0 18 45 100
SEME35190E 19.0 20 45 100
% SEME35200E 20.0 20 45 100
SEME35210E 21.0 20 45 100
SEME35220E 22.0 20 45 100
SEME35230E 23.0 25 50 120
SEME35240E 24.0 25 50 120
SEME35250E 25.0 25 50 120
% : Stock Item
up to @6 0~-0.012 h5
over J6 0~-0.015

© : Excellent O : Good

150 | ————— M
D&act%t?tlm Non-alloy steel Low alloy steel Hgm%yegtesg?el, Stainless steel Grey cast iron Nod‘i’rlg; cast Malleﬁ(l’):? cast
VDI3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O (©) © © ©) ©) © © © ©) © ©) O ©) ©) ©) ©) O
150 - S—

Material ~ Aluminum- . Copper and Copper Al Non Metallic ; f Hardened Chiled Hardened
Description wrought alloy Aluminum-cast, alloyed pp(%rronze /é)rggs)bys Materials Heat Resistant Super Alloys Titanium Alloys steel Castlron Castlron

VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 35 36 37 38 39 40 M

HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend @] © O
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4G MILL

70

CARBIDE, 2 FLUTE (0.1mm a Unit / 4mm Shank)

& VOLLHARTMETALL, 2 SCHNEIDEN
() Fraise carbure, 2 dents (par 0.1mm / @ queue 4mm)
() MD, 2 TAGLIENTI, SPIGOLO VIVO (gambo 4 mm)

END MILLS

» New coating and tool geometry applied resulting outstanding
cutting abilities and wear resistance.

pExcellent performance when cutting prehardened steels, up to
HRc55 which are used for molds & dies.

pFrom a sharp edge geometry at the end tooth, cutting abilities at
work process is increased.

=0l

P.306-309

» Aufgrund einer neuartigen Beschichtung und neuer
Werkzeuggeometrien hervorragende Schnittleistung und
Verschleil¥festigkeit

p» Hervorragende Leistung bei der Zerspanung von vorverguteten
Stahlen bis HRc55, welche im Werkzeug- und Formenbau
Verwendung finden.

» Aufgrund der scharfen Schneidengeometrie wird eine bessere
Schnittfreudigkeit wahrend der Bearbeitung gewabhrleistet.

gl =SJ[

‘ | L1
L2

Unit : mm

Mill Shank Length Overall
Diameter Diameter of Cut Length
D1 D2 L1 L2

% SEME350104SE 1.0 4 25 50
% SEME350114SE 1.1 4 3 50
% SEME350124SE 1.2 4 3 50
% SEME350134SE 13 4 3 50
% SEME350144SE 14 4 4 50
% SEME350154SE 15 4 4 50
% SEME350164SE 1.6 4 4 50
% SEME350174SE 1.7 4 4 50
% SEME350184SE 1.8 4 5 50
% SEME350194SE 1.9 4 5 50
% SEME350204SE 2.0 4 6 50
SEME350214SE 2.1 4 6 50
% SEME350224SE 2.2 4 6 50
% SEME350234SE 23 4 6 50
% SEME350244SE 24 4 6 50
% SEME350254SE 25 4 8 50
% SEME350264SE 26 4 8 50
% SEME350274SE 27 4 8 50
% SEME350284SE 2.8 4 8 50
SEME350294SE 29 4 8 50
% SEME350304SE 3.0 4 8 50
SEME350354SE 3.5 4 10 50
% SEME350404SE 4.0 4 10 50
% SEME350404S080E 4.0 4 10 80
% : Stock Item
Tolerance (mm) Tolerance
0~-0.012 h5
© : Excellent O:Good
ISO M
D&i‘ﬁg‘%n Non-alloy steel Low alloy steel Hl%l:gllgydedsgsel Stainless steel Grey cast iron Nodlijlrgrr‘ cast Malleiarg::e cast
VDI 3323 1 2 3 4 5 6 7 8 9 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 35 15 23 10 10 26 3 25 21

HB 125 190 250 270 300 180 275 300 350
Recommend O O ©) © © O ©] © ©)
ISO
Material ~ Aluminum-
Description - wrought alloy
VDI3323 21 22 23 24 25 26
HRc
HB 60 100 75 0 130 110 920 100
Recommend

ronze / Brass) Materials
2 28

Aluminum-cast, alloyed Oopp(%rand O/onperAlloys Non Metallic
7 29 30

200 325 200 240 180 180 260 160 250 130 230

© (@) @) (@) (@) @) (©) ©)

Heat Resistant Super Alloys Titanium Alloys Hasntiee;}ed cﬂ% I-Claagelrg
31 32 33 34 35 36 37 38 39 40 41
15 30 25 38 34 55 60 42 55
200 280 250 350 320 400Rm 1050Rm 550 630 400 550

(@) © (@)

%G YG-1CO, LTD.
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CARBIDE

4G MILL

END MILLS

- 4G MILL
I/G END MILLS PLAlNSHANkm

CARBIDE, 2 FLUTE (3mm Shank)

& VOLLHARTMETALL, 2 SCHNEIDEN
() Fraise carbure, 2 dents (9 queue 3 mm)
() MD, 2 TAGLIENTI, SPIGOLO VIVO (gambo 3mm)

» New coating and tool geometry applied resulting outstanding » Aufgrund einer neuartigen Beschichtung und neuer

cutting abilities and wear resistance. Werkzeuggeometrien hervorragende Schnittleistung und
pExcellent performance when cutting prehardened steels, up to Verschleil¥festigkeit

HRc55 which are used for molds & dies. p Hervorragende Leistung bei der Zerspanung von vorvergliteten
pFrom a sharp edge geometry at the end tooth, cutting abilities at Stahlen bis HRc55, welche im Werkzeug- und Formenbau

work process is increased. Verwendung finden.

» Aufgrund der scharfen Schneidengeometrie wird eine bessere
Schnittfreudigkeit wahrend der Bearbeitung gewahrleistet.

P—————— D{|L [0

L)
.l @ a P.306-309
Unit : mm
Mill Shank Length Overall
Diameter Diameter of Cut Length
D1 D2 L1 L2

L2

* SEME350013SE 0.1 3 0.2 40
* SEME350023SE 0.2 3 0.4 40
* SEME350033SE 0.3 3 0.6 40
* SEME350043SE 0.4 3 0.8 40
* SEME350053SE 0.5 3 1.0 40
* SEME350063SE 0.6 3 1.2 40
* SEME350073SE 0.7 3 14 40
* SEME350083SE 0.8 3 1.6 40
* SEME350093SE 0.9 3 1.8 40
* SEME350103SE 1.0 3 2.5 50
* SEME350123SE 1.2 3 3 50
* SEME350153SE 1.5 3 4 50
* SEME350203SE 2.0 3 6 50
* SEME350253SE 25 3 7 50
* SEME350303SE 3.0 3 8 50
% : Stock Item
Mill Dia. Shank Dia.
Tolerance (mm) Tolerance
0~-0.012 ‘ h5
© : Excellent O :Good
1S0 | ™M
Dysactﬁgfén Non-alloy steel Low alloy steel Hl%rrugltlgoyleg{:éelel, Stainless steel Grey cast iron Nod‘i’rlg; cast Malleﬁ(l’):? cast
VDI 3323 1 2 3 4 5 6 7 8 9 10 1 12 13 14 15 16 17 18 19 20
HRc 13 25 28 32 10 29 32 38 15 35 15 23 10 10 26 3 25 21
HB 125 190 250 270 300 180 275 300 350 200 325 200 240 180 180 260 160 250 130 230
Recommend O O © ©) © O © © © O © O @] O O O O O
oo N s |
DeMsit.ﬁIm w/-r\clal:{gmua?lty Aluminum-cast, alloyed mppg,gggg’é’g;’?‘m N&nat'\éﬁ;ﬁgic Heat Resistant Super Alloys Titanium Alloys Hasrtd;;ed cgrs]{"ﬁgn &m
VDI3323 21 22 23 24 25 26 27 28 29 30 31 32 33 34 B5) 36 37 38 39 40 41
HRc 15 30 25 38 34 55 60 42 55
HB 60 100 75 90 130 110 90 100 200 280 250 350 320 400Rm 1050Rm 550 630 400 550
Recommend @] © O
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CARBIDE

4G MILL

END MILLS

'I/G 4G MILL RECOMMENDED CUTTING CONDITIONS
EMPFOHLENE SCHNEIDPARAMETER

m 2 FLUTE - SLOTTING o
RPM=rev./min.

FEED = mm/min.

END MILLS

VDI Material Diameter (@)
ISO . A A Parametel
13 26 37 49 57 60 62 63 66

osD Ve

fz 0001 0001 = 0001 | 0001 & 0002 0002 | 0003 | 0003 | 0004
Lol Nonalloysteel  1.0D (Wtof3020) oy 41350 41330 | 39258 38003 | 36287 | 31831 | 28193 | 25067 = 23343
(po@01D)  peep g3 83 79 78 145 127 169 150 187
BER v 13 26 37 49 57 60 62 63 66
10D (pos0m) 0001 0001 = 0001 | 0001 & 0002 0002 | 0003 | 0003 | 0004
d : RPM 41380 | 41380 | 39258 38993 & 36287 | 31831 = 28193 | 25067 | 23343
Lowalloysteel (po@01D)  peey | g3 83 79 78 145 127 169 150 187
osp 8 16 b7 29 34 36 37 38 40
10D (oD © 0001 0001 | 0001 | 0001 0002 0002 | 0003 0003 0003
d ; RPM 25465 | 25465 | 23343 | 23077 21645 = 19099 | 16825 | 15120 @ 14147
(pto@101D)  peey | 5 51 47 46 87 76 101 91 85
0 . BC 13 2 37 49 57 60 62 63 66
( 10D (oD © 0001 0001 = 0001 | 0001 & 0002 0002 | 0003 | 0003 | 0004
e ; iy TPV | 41380 | 4138 39258 38993 3687 | 31831 28193 25067 23343
High alloyed steel, (pO10D) peep g3 83 79 78 145 127 169 150 187
and tool steel 05D Ve 8 16 2 29 34 36 37 38 40
e 10D (poiom) © 0001 0001 | 0001 | 0001 0002 = 0002 | 0003 0003 0003
g : ; RPM 25465 & 25465 | 23343 | 23077 21645 = 19099 | 16825 | 15120 @ 14147
(@010 peep | 5 51 47 46 87 76 101 91 85
05D f\f 7 13 18 25 28 30 31 31 33
. 0001 | 0001 = 0001 | 0001 | 0002 & 0002 0003 0003 | 0003
M 141 Stainlesssteel 10D (01 pov s 20690 | 19099 19894 | 17825 15915 | 14007 | 12335 | 11671
0.020) FEED | 45 41 38 40 71 64 85 74 70
0sp | 13 2% 37 49 57 60 62 63 66
10D (oD © 0001 0001 = 0001 | 0001 & 0002 0002 | 0003 | 0003 | 0004
é b RPM = 41380 = 41380 | 39258 = 38993 | 36287 = 31831 | 28193 | 25067 = 23343
(pO101D)  peep g3 83 79 78 145 127 169 150 187
— ;c 5 1 15 20 3 2 25 25 27
0001 0001 | 0001 & 0001 0001 | 0001 = 0001 0002 | 0002
382 Hardened steel 1.0D (‘g’;gg' RPM 15915 | 17507 | 15915 | 15915 14642 = 12732 | 11368 | 9947 9549
. FEED 16 35 EY) EY) 29 25 3 40 38

> RPM | 25465 25465 & 23343 | 23077 21645 | 19099 = 16825 = 15120 | 14147
0020) FEED 51 51 47 46 87 76 101 91 85

0.05D \'d 5 il 15 20 23 24 25 25 27
41 Hardened 10D (uptodt: 0.001 0.001 0.001 0.001 0.001 0.001 0.001 0.002 0.002

0.05D Vc 8 16 22 29 34 36 37 38 40
0N Chilled Castlron 1.0D  (uptofT: fz 0.001 0.001 0.001 0.001 0.002 0.002 0.003 0.003 0.003

Cast Iron 00! RPM 15915 17507 | 15915 | 15915 14642 | 12732 | 11368 9947 9549
020) FEED 16 35 32 32 29 25 23 40 38
» NEXT PAGE
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CARBIDE

'I/G 4G MILL RECOMMENDED CUTTING CONDITIONS
EMPFOHLENE SCHNEIDPARAMETER

m 2 FLUTE - SLOTTING o
RPM=rev./min.

END MILLS

FEED = mm/min.

ol Dmetert |

3p[™ 0 [ 12 1 a5 ] 20 [ 25 | 30 | 35 [ 40 [ 45 | 50 | 55 [ 60 [ 65 | 70 |
Vc 68 68 71 73 80 84 91 95 98 929 102 105 107 107

fz 0.004 0.005 0.006 0.009 0.01 0.012 0016 0.021 0.023 0.027 0.03 0.033 0.036 0.039
RPM | 21645 18038 15067 11618 10186 8913 8276 7560 6932 6303 5903 5570 5240 4866
FEED 173 180 181 209 204 214 265 318 319 340 354 368 377 380

1-5

RPM 21645 18038 = 15067 | 11618 | 10186 | 8913 | 8276 | 7560 | 6932 | 6303 & 5903 | 5570 = 5240 | 4866
FEED 173 180 181 209 204 214 265 318 319 340 354 368 377 380
Ve 41 41 4 48 52 52 56 58 59 59 62 63 64 65

fz | 0004 | 0005 | 0006 0008 001 | 0013 0017 0021 0023 0026 003 0034 0036 | 0037
RPM 13051 | 10876 | 8913 | 7639 | 6621 5517 | 5093 | 4615 | 4173 | 3756 | 3588 | 3342 | 3134 | 2956 4G MILL

Ve 68 68 7 73 80 84 91 95 98 99 102 105 107 107
fz 0004 | 0005 & 0006 0009 001 0012 | 0016 | 0021 0023 0027 0.03 0033 | 0036 | 0039
H FEED 104 109 107 122 132 143 173 194 192 195 215 227 226 219 END MILLS

Vc 68 68 71 73 80 84 91 95 98 99 102 105 107 107
fz 0.004 0.005 0.006 0.009 0.01 0.012 0016 0.021 0.023 0.027 0.03 0.033 0.036 0.039
RPM | 21645 18038 15067 11618 10186 8913 8276 7560 6932 6303 5903 5570 5240 4866
FEED 173 180 181 209 204 214 265 318 319 340 354 368 377 380
Ve 41 41 42 48 52 52 56 58 59 59 62 63 64 65
112 fz 0.004 0.005 0.006 0.008 0.01 0013 0.017 0.021 0.023 0.026 0.03 0.034 0.036 0.037
RPM | 13051 10876 8913 7639 6621 5517 5093 4615 4173 3756 3588 3342 3134 2956
FEED 104 109 107 122 132 143 173 194 192 195 215 227 226 219
Vc 34 34 35 40 43 44 47 49 50 50 52 54 54 54

141 fz 0.004 0.005 0.006 0.008 0.01 0.014 0016 0.021 0.023 0.027 0.03 0.033 0.036 0.038
* RPM | 10823 9019 7427 6366 5475 4669 4274 3899 3537 3183 3009 2865 2644 2456
FEED 87 920 89 102 109 131 137 164 163 172 181 189 190 187
Vc 68 68 71 73 80 84 91 95 98 99 102 105 107 107
fz 0.004 0.005 0.006 0.009 0.01 0.012 0016 0.021 0.023 0.027 0.03 0.033 0.036 0.039
RPM | 21645 18038 15067 11618 10186 8913 8276 7560 6932 6303 5903 5570 5240 4866

FEED| 173 180 181 209 204 214 265 318 319 340 354 368 377 380
Ve 27 27 28 32 33 32 35 37 37 36 37 38 39 40
fz 0.002 0.002 0.003 0.004 0.005 0.006 0.007 0.007 0.009 0011 0013 0015 0016 0018
RPM | 8594 7162 5942 5093 4202 3395 3183 2944 2617 2292 2141 2016 1910 1819
FEED 34 29 36 4 42 4 45 4 47 50 56 60 61 65
Vc 41 41 42 48 52 52 56 58 59 59 62 63 64 65
40 fz 0.004 0.005 0.006 0.008 0.01 0.013 0.017 0.021 0.023 0.026 0.03 0.034 0.036 0.037
RPM | 13051 10876 8913 7639 6621 5517 5093 4615 4173 3756 3588 3342 3134 2956
FEED| 104 109 107 122 132 143 173 194 192 195 215 227 226 219
Ve 27 27 28 32 33 32 35 37 37 36 37 38 39 40
e 0.002 0.002 0.003 0.004 0.005 0.006 0.007 0.007 0.009 0011 0013 0015 0016 0018
RPM | 8594 7162 5942 5093 4202 3395 3183 2944 2617 2292 2141 2016 1910 1819
FEED 34 29 36 4 42 4 45 4 47 50 56 60 61 65
» NEXT PAGE
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CARBIDE

'I/G 4G MILL RECOMMENDED CUTTING CONDITIONS
EMPFOHLENE SCHNEIDPARAMETER

m 2 FLUTE - SLOTTING o
RPM=rev./min.

END MILLS

FEED = mm/min.
T
323 | ™) P ™75 T s0 [ 85 [ 90 [ 95 [ 100 [ 105 | 110 [ 115 | 120 |
osp 107 106 106 105 104 102 103 104 104 103
N 100 (oo © 0043 | 0048 | 0049 005 0,051 0053 | 0053 | 0053 | 0053 0054
: 00) pom | 4541 4218 3970 3714 3485 3247 3122 3009 2879 2732
po@010)  peep | 309 405 389 371 355 344 331 319 305 205
R 107 106 106 105 104 102 103 104 104 103
10D (poB0m) 0043 | 0048 | 0049 005 0,051 0053 | 0053 & 0053 | 0053 0054
: 00)pom | 4541 4218 3970 3714 3485 3247 3122 3009 2879 2732
po@10150)  peep | 309 405 389 371 355 344 331 319 305 295
osp 64 63 64 64 64 63 63 64 64 63
10D (podsom) © 0039 | 0042 0042 004 | 0042 | 0043 | 0042 | 0041 0.04 0.04
! 02) pom | 2716 2507 2397 2064 2144 2005 1910 1852 1771 1671
END MILLS po@0150)  peey | o1 211 201 190 180 172 160 152 142 134
T B2 107 106 106 105 104 102 103 104 104 103
10D (podsom) © 0043 | 0048 | 0049 0.05 0,051 0053 | 0053 & 005 | 0053 0054
: 02 pom | 4541 4218 3970 3714 3485 3247 3122 3009 2879 2732
(pOL01D)  peep 399 405 389 371 355 344 331 319 305 295
osp Ve 64 63 64 64 64 63 63 64 64 63
10D (podsom) © 0039 | 0042 = 0042 004 | 0042 | 0043 0042 | 0041 0.04 0.04
: 00) pom 2716 2507 2397 2264 2144 2005 1910 1852 1771 1671
pofL01D) ey 292 211 201 190 180 172 160 152 142 134
Ve 54 53 53 53 53 53 53 53 52 51
M 141 100 050 0042 | 0045 0046 | 0048 | 0049 | 0051 005 0049 | 0049 005
(ptof1:0020) RPM | 2292 2109 1985 1874 1776 1687 1607 1534 1439 1353
FEED | 193 190 183 180 174 172 161 150 141 135
osp | 107 106 106 105 104 102 103 104 104 103
10D (pods0m) © 0043 | 0048 | 0049 005 0,051 0053 | 0053 & 005 & 0053 0054
: 020 oM 4541 4218 3970 3714 3485 3247 3122 3009 2879 2732
(poOLOTD)  peep | 309 405 389 371 355 344 331 319 305 205
DRl v 41 2 83 83 83 43 83 44 44 44
100 (oot ® 0.021 0024 | 0023 002 = 002 | 0023 | 0023 | 0023 | 0024 | 0025
: © RPM | 1740 1671 1610 1521 1441 1369 1304 1273 1218 1167
000)  mpp | 73 80 74 67 63 63 60 59 58 58
00D 64 63 64 64 64 63 63 64 64 63
100 (oot ° 0039 | 0042 = 0042 0042 | 0042 | 0043 0042 | 0041 0.04 0.04
: © RPM | 2716 2507 2397 2264 2144 2005 1910 1852 1771 1671
0.020) FEED 212 211 201 190 180 172 160 152 142 134
I - 41 2 83 83 83 3 83 44 44 44
100 (oot © 0,021 0024 | 0023 002 | 002 | 0023 | 0023 | 0023 | 0024 | 0025
: © RPM | 1740 1671 1610 1521 1441 1369 1304 1273 1218 1167
0020) FEED 73 80 74 67 63 63 60 59 58 58
» NEXT PAGE
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CARBIDE

'I/G 4G MILL RECOMMENDED CUTTING CONDITIONS
EMPFOHLENE SCHNEIDPARAMETER

m 2 FLUTE - SLOTTING o
RPM=rev./min.

END MILLS

FEED = mm/min.
DI —_— Diameter (@)
a
33 150 160 | 170 | 180 | 190 | 200 | 210 | 220 | 230 | 240 | 250 |
Ve 106 109 110 111 111 110 108 106 107 107 107 107 107
1-5 fz 0.054 0.054 0.052 0.052 0.052 0.053 0.052 0.054 0.053 0.053 0.051 0.049 0.05
RPM 2595 2478 2334 2208 2078 1945 1809 1687 1622 1548 1481 1419 1362
FEED 280 268 243 230 216 206 188 182 172 164 151 139 136

RPM | 2595 2478 2334 2208 2078 1945 1809 1687 1622 1548 1481 1419 1362
FEED| 280 268 243 230 216 206 188 182 172 164 151 139 136
Ve 65 67 68 68 69 68 68 67 67 67 67 67 66
fz 0.041 0.041 0.042 0.042 0.041 0.041 0.04 0.04 0.04 0.041 0.042 0043 0.044
RPM 1592 1523 1443 1353 1292 1203 1139 1066 1016 969 927 889 840 4G MILL
FEED| 131 125 121 114 106 99 91 85 81 79 78 76 74 END MILLS
Ve 106 109 110 111 111 110 108 106 107 107 107 107 107

Ve 106 109 110 1m m 110 108 106 107 107 107 107 107
fz 0.054 0.054 0.052 0.052 0.052 0.053 0.052 0.054 0.053 0.053 0.051 0.049 0.05

fz 0.054 0.054 0.052 0.052 0.052 0.053 0.052 0.054 0.053 0.053 0.051 0.049 005
RPM | 2595 2478 2334 2208 2078 1945 1809 1687 1622 1548 1481 1419 1362
FEED| 280 268 243 230 216 206 188 182 172 164 151 139 136

Vc 65 67 68 68 69 68 68 67 67 67 67 67 66
2 K 0.041 0.041 0.042 0.042 0.041 0.041 0.04 0.04 0.04 0.041 0.042 0.043 0.044
RPM | 1592 1523 1443 1353 1292 1203 1139 1066 1016 969 927 889 840
FEED| 131 125 121 114 106 99 91 85 81 79 78 76 74

Ve 52 53 53 53 54 54 53 53 53 54 54 54 53
141 fz 0.051 0.052 0.053 0.054 0.052 0.053 0.05 0.05 0.05 0.049 0.048 0.047 0.046
* RPM 1273 1205 1125 1054 1011 955 888 844 803 781 747 716 675
FEED| 130 125 119 114 105 101 89 84 80 77 72 67 62

Ve 106 109 110 11 11 110 108 106 107 107 107 107 107

fz 0.054 0.054 0.052 0.052 0.052 0053 0.052 0.054 0.053 0.053 0.051 0.049 005
RPM | 2595 2478 2334 2208 2078 1945 1809 1687 1622 1548 1481 1419 1362
FEED| 280 268 243 230 216 206 188 182 172 164 151 139 136

Ve 45 45 45 45 45 45 44 43 43 43 43 43 42

fz 0.025 0.024 0.023 0.023 0023 0023 0.023 0.024 0.022 0.022 0.021 0.02 0019
RPM | 1102 1023 955 895 843 796 737 684 652 622 595 570 535
FEED| 55 49 44 4 39 37 34 33 29 27 25 23 20

Vc 65 67 68 68 69 68 68 67 67 67 67 67 66
iy 0.041 0.041 0.042 0.042 0.041 0.041 0.04 0.04 0.04 0.041 0.042 0.043 0.044
RPM | 1592 1523 1443 1353 1292 1203 1139 1066 1016 969 927 889 840
FEED| 131 125 121 114 106 99 91 85 81 79 78 76 74

Ve 45 45 45 45 45 45 44 43 43 43 43 43 42

1 K 0.025 0.024 0.023 0023 0023 0023 0.023 0.024 0.022 0022 0.021 0.02 0019
RPM | 1102 1023 955 895 843 796 737 684 652 622 595 570 535
FEED| 55 49 44 4 39 37 34 33 29 27 25 23 20
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CARBIDE

SELECTION GUIDE

Sy SEMD98 | SEM846 | SEM846 M
2 2 2 2

4G MILL

END MILLS

FLUTE
HELIXANGLE|  30° 30° 30° 30°
BALL BALL BALL CORNER
CUTTINGEDGE SHAPE|  \nc NOSE NOSE RADIUS
SIZEMIN|  R0.05 R0.05 R0.25 D0.2
'I MILLING
SIZEMAX| R125 R6.0 R1.0 D20.0
TOOLS
PAGE| 166 172 182 185
EXTENDED NECK
EXTENDED NECK (6mm Shank)

AR Please visit
! 4 globalyg1.com/mat
[=]:%55K} formaterial search

Non-alloy steel
P | 6 |
Low alloy steel
9 |
High alloyed steel,
and tool steel
12
M 13 Stainless steel

Grey cast iron

_=| = —_
N | o N

Nodular cast iron

Malleable cast iron

Aluminum-
wrought alloy

Aluminum-cast,
alloyed

Copper and
Copper Alloys
(Bronze / Brass)

Non Metallic
Materials

Heat Resistant
Super Alloys

w
~

37 Titanium Alloys

38
39
ZI)8  Chilled Cast Iron
588 Hardened Cast Iron

Hardened steel

w W WIWWIWININININININININININ
(9] WIN| =0V N WIN|=|O

SOLID CARBIDE

4G Mill
END MILLS

High Speed Cutting
for Pre-Hardened Steels up to HRc55

©: Excellent O:Good

( Recommended cutting conditions : P 276 )

About 0.15% C
About 0.45% C
About 0.45% C
About 0.75% C
About 0.75% C

Ferritic / Martensitic
Martensitic

Austenitic

Pearlitic / ferritic
Pearlitic (Martensitic)
Ferritic

Pearlitic

Ferritic

Pearlitic

Not Curable

Curable

< 12% Si, Not Curable
< 12% Si, Curable

> 12% Si, Not Curable

Annealed
Annealed
Quenched &Tempered
Annealed
Quenched & Tempered
Annealed
Quenched & Tempered
Quenched & Tempered
Quenched & Tempered
Annealed
Quenched &Tempered
Annealed
Quenched & Tempered

Hardened

Hardened

Cutting Alloys, PB>1%

CuZn, CuSnZn (Brass)
CuSn, lead-free copper

and electrolytic copper

Duroplastic, Fiber Reinforced Plastic

Rubber, Wood, etc.

Fe Based

Ni or Co Based

Pure Titanium
Alpha + Beta Alloys

Annealed
Cured
Annealed
Cured
Cast

Hardened
Hardened
Hardened
Cast

Hardened

125
190
250
270
300
180
275
300
350
200
325
200
240
180
180
260
160
250
130
230
60
100
75
90
130
110
90
100

200
280
250
350
320
400 Rm
1050 Rm
550
630
400
550

13
25
28
32
10
29
32
38
15
35
15
23
10
10
26

25

21

15
30
25
38
34

55
60
42
55

Y-Coating

(CHONCHCHCHONCHCHONONO)

O0O0O0O0O0

o)e)

0000006000

O0O000O0

o ©o

(CNeNCRCHCHONCNCHONONO)

(O ONONONONO)
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CARBIDE

M SEMED SEMESK SENES SENERS SENESS SENETD) SEWBS SEWERS SENET SENET2 SENETS SENETS
2 4 4 2 2 2 2 2 4 4 4 4 6

30° (MULTIPLE HELIX) | (MULTIPLE HELIX) 30° 30° 30° 30° 30° (MULTIPLE HELIX) | (MULTIPLE HELIX) 30° 30° 45°
e COMLR | COMIR | SQUARE | SQUARE | SQUARE | SQUARE | SQUARE | SQUARE | SQUARE | SQUARE | SQUARE | SQUARE
D0.2 D1.0 D1.0 DO.1 DO.1 DO.1 D1.0 DO.1 D0.8 D1.0 D1.0 D1.0 D6.0
D200 D200 = D200 @ D250 @ D40 D30 D250 D120 D250 D200 D250 D120 | D200
193 212 219 234 237 238 239 245 254 256 260 266 271
s AT L I A i
i
A m A m | ﬁ ﬁ
END MILLS
O @) O (@) (@) O O (@) O (@) (@) (@) (@) —n
(@) (@) © (@) (@) O O (@) (@) (@) O (@) (@)
© © © © © © © © © © © © ©
© © © © © © © © © © © © ©
© ©) © © © © © © © © © © ©
O @) O O (@) O O (@) O (@) O O @) E
© © © © © © © © © © © © ©
© © © © © © © © © © © © © E
© @) © © @) © © © © @) © © @) E
(@) (@) O (@) (@) O (@) (@) (@) (@) O (@) (@)
© © © © © © © © © © © © © i
O O 12
(@) O
O @) O @) O (@) O
O (@) O O @) O O (@) O (@) @) O @)
(@) O O (@) (@) O O (@) O O O (@) O
(@) (@) O (@) (@) O (@) @) (@) (@) @) (@) (@)
(@) (@) O (@) @) O (@) (@) (@) (@) O (@) (@)
(@) @) O O (@) O @) (@) (@) (@) @) (@) @)
O O O O (@) O O (@) O O O O (@)
(@) (@) O (@) (@) O O (@) O O O (@) (@)
39
© © © © © © © © © © © © © m
O (@) O O (@) O O (@) O O (@) O (@)
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