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Long 2-Flute Square End Mill

AMEL
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Wide variation of flute length allows to select a suitable one.
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Best for modeling work of resin and non-ferrous material parts.
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CODENUMBER @D P & d
AMEL-20010-0.7| 0.1 | 0.7 | 40 | 3
AMEL-20010-1 | 0.1 | 1 0 | 3
AMEL-20020-15/ 0.2 | 15 | 40 | 3
AMEL-20020-2 | 02 | 2 0 | 3
AMEL-20030-2 | 03 | 2 0 | 3
AMEL-20030-3 | 03 | 3 0 | 3
AMEL-20040-25| 0.4 | 25 | 40 | 3
AMEL-20040-3 | 04 | 3 0 | 3
AMEL-20040-4 | 04 | 4 0 | 3
AMEL-20050-3 | 05 | 3 0 | 3
AMEL-20050-4 | 05 | 4 0 | 3
AMEL-20050-5 | 05 | 5 0 | 3
AMEL-20060-35/ 0.6 | 35 | 40 | 3 £ 2
AMEL-20060-5 | 06 | 5 | 40 | 3 -k
AMEL-20070-45/ 0.7 | 45 | 40 | 3 i
AMEL-20070-6 | 0.7 | 6 0 | 3 2
AMEL-20070-8 | 0.7 | 8 0 | 3 Ly
AMEL-20080-5 | 0.8 | 5 0 | 3 b
AMEL-20080-7 | 0.8 | 7 0 | 3
AMEL-20080-10| 0.8 | 10 0 | 3
AMEL-20090-55/ 0.9 | 55 | 40 | 3
AMEL-20090-8 | 0.9 | 8 0 | 3
AMEL-20090-10| 0.9 | 10 0 | 3
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Long Flute Square End Mill (2 flutes)
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Work Materials Carbon Steel Alloy Steel Prehardened Steel
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Diameter| jongth | (RPM) |(mm/min)| Sarqnd | SrSRd | (RPM) |(mm/min)| Suiind | SR (RPM) |(mm/min)| Spiand | Stn
idth Depth Width Depth Width Depth
0.1 0.7 16,000 10 0.01D 1D 13,000 ] 0.01D 1D 12,000 6 0.01D 1D
0.1 ] 16,000 10 0.01D 1D 13,000 ] 0.01D 1D 12,000 6 0.01D 1D
0.2 1.5 14,000 10 0.05D 1D 11,200 Ji 0.05D 1D 10,000 6 0.05D 1D
0.2 2.0 14,000 10 0.015D 1D 11,200 Ji 0.015D 1D 10,000 6 0.015D 1D
0.3 2 14,000 15 0.05 2D 11,200 10 0.05 2D 10,000 8 0.05 2D
0.3 3 14,000 15 0.02 2D 11,200 10 0.02 2D 10,000 8 0.02 2D
0.5 34 10,500 40 0.05D 2D 8,400 30 0.05D 2D 6,700 %0 0.05D 2D
0.5 0 10,500 40 0.025D 2D 8,400 30 0.025D 2D 6,700 2 0.025D 2D
0.8 hed 9,100 50 0.05D 2D 7,300 35 0.05D 2D 5,800 Zn 0.05D 2D
0.8 10 9,100 50 0.025D 2D 1,300 39 0.025D 2D 5,800 25 0.025D 2D
1.0 D=t 9,500 10 0.05D 2D 7,600 45 0.05D 2D 5,700 Bh 0.05D 2D
1.0 1.5 9,500 10 0.05D 2D 1,600 45 0.05D 2D 5,700 %) 0.05D 2D
1.0 10 9,500 10 0.025D 2D 1,600 45 0.025D 2D 5,700 L 0.025D 2D
1.0 12 9,500 10 0.025D 2D 1,600 45 0.025D 2D 5,700 35 0.025D 2D
1t et 8,000 10 0.05D 2D 6,400 45 0.05D 2D 5,700 i 0.05D 2D
1.7 12 8,000 10 0.03D 2D 6,400 45 0.03D 2D 5,700 b 0.03D 2D
I 10-15 6,500 10 0.05D 2D 5,200 45 0.05D 2D 3,800 L1 0.05D 2D
Lk 18 6,500 10 0.025D 2D 5,200 45 0.025D 2D 3,800 35 0.025D 2D
1.5 20 6,500 10 0.025D 2D 5,200 45 0.025D 2D 3,800 Bh 0.025D 2D
20 (10-12-15 5,000 90 0.05D 3D 4,000 95 0.05D 3D 2,900 40 0.05D 3D
2.0 20 5,000 90 0.05D 3D 4,000 55 0.05D 3D 2,900 40 0.05D 3D
25 [15-20-25| 4,000 90 0.05D 3D 3,200 60 0.05D 3D 2,300 40 0.05D 3D
3.0 20+ 25.30| 3,200 90 0.05D 3D 2,600 10 0.05D 3D 1,900 45 0.05D 3D
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Work Materials Aluminium Alloy Cupper Alloy
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- ute Speed Feed : : Speed Feed : : Speed Feed : :
Diameter length (RPM) | (mm/min) Cu’_ctlng Cutting (RPM) | (mm/min) Cu’_ct[ng Cutting (RPM) | (mm/min) Cu’_ft[ng Cutting
Width Depth Width Depth Width Depth
0.1 11 21,000 50 0.01D 1D 18,000 39 0.01D 1D 18,000 Bh 0.01D 1D
0.1 1 21,000 50 0.01D 1D 18,000 35 0.01D 1D 18,000 35 0.01D 1D
0.2 1.5 21,000 50 0.05D 1D 18,000 38 0.05D 1D 18,000 B 0.05D 1D
0.2 2.0 21,000 50 0.015D 1D 18,000 50 0.015D 1D 18,000 35 0.015D 1D
0.3 2 21,000 50 0.05 2D 18,000 50 0.05 2D 18,000 50 0.05 2D
0.3 L 21,000 50 0.02 2D 18,000 50 0.02 2D 18,000 50 0.02 2D
05 3+ 4 19,000 10 0.05D 2D 16,000 50 0.05D 2D 16,000 50 0.05D 2D
05 5 19,000 10 0.025D 2D 16,000 50 0.025D 2D 16,000 50 0.025D 2D 47
0.8 3 16,000 100 0.05D 2D 14,000 i 0.05D 2D 14,000 i 0.05D 2D hE
0.8 10 16,000 100 0.025D 2D 14,000 T 0.025D 2D 14,000 15 0.025D 2D I
1.0 DR 13,000 130 0.05D 2D 11,000 80 0.05D 2D 11,000 80 0.05D 2D B
1.0 1.5 13,000 130 0.05D 2D 11,000 80 0.05D 2D 11,000 80 0.05D 2D __|':
1.0 10 13,000 130 0.025D 2D 11,000 80 0.025D 2D 11,000 80 0.025D 2D g —
1.0 12 13,000 130 0.025D 2D 11,000 80 0.025D 2D 11,000 80 0.025D 2D a %lﬁ
[l 7510 | 11,000 130 0.05D 2D 9,500 80 0.05D 2D 9,500 80 0.05D 2D E B
1.2 12 11,000 130 0.03D 2D 9,500 80 0.03D 2D 9,500 80 0.03D 2D = =
1.5 10 - 15 8,500 150 0.05D 2D 1,500 110 0.05D 2D 1,500 110 0.05D 2D § la
1.5 18 8,500 150 0.025D 2D 1,500 110 0.025D 2D 1,500 110 0.025D 2D
155 20 8,500 150 0.025D 2D 1,500 110 0.025D 2D 1,500 110 0.025D 2D .
2.0 10-12-15 6,300 180 0.05D 3D 5,500 130 0.05D 3D 5,500 130 0.05D 3D
2.0 20 6,300 180 0.05D 3D 5,500 130 0.05D 3D 5,500 130 0.05D 3D
¥l 15-20-25| 5,100 180 0.05D 3D 4,500 130 0.05D 3D 4,500 130 0.05D 3D
3.0 20-2530| 4,200 200 0.05D 3D 3,700 150 0.05D 3D 3,700 150 0.05D 3D
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