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Carbide Composites Router End Mills

- YR BIERFTEECDIAB A EERE - FTIRDEHE
EE, EHBEmEE.

Special flute geometry design, DIA coating and
RD coating for better chip removal.

BEMTIEERE(AREME « IR

For Non-metal(Glass Fiber, Carbon Fiber).
- BEPINT ~ FBINTA.

Use for semi finishing cutting, finishing.

= i R 8]
I F#t]

6 Flutes High Speed 45° Helix End Mills

- SRR, TIHIZJEEERERNMIEEE.
Strong geometry design has excellent cutting ability
of cutting edges.

- ASERIEARTESSEE - SEMANT.

45 degree helix design for high speed, feed condition.
- B INIEEEHM(HRC50~607).

For hardened steel(45~60° HRC) machining.
- BEEPINI ~ FBINTIA.

Use for semi finishing cutting, finishing.



SRR SHMEIRSRTI- MR/ IREER

CARBIDE ROUTER END MILLS FOR COMPOSITES- Square Type

- CEFM D
- CEF D
& d /A7 Tolerance L
$<3 0~-0.02
3=¢=10 -0.01 ~-0.03
10< ¢ -0.01 ~-0.04

258k Bright Finishing —_
¥&#k Finishing —

g i Semi Finishing (@) cmm
¥2%E Roughing L Ie
g 7 7 28 G 7 DIA SAIRTIBARSR
Order No.
4.0 20 60 4 8 CEFM80400D
m 6.0 25 60 6 11 CEF110600D
- 8.0 25 60 8 14 CEF140800D
10.0 30 75 10 16 CEF161000D
q 12.0 32 100 12 17 CEF171200D

SEUMIE SR ST /iR

(@)
D
% CARBIDE ROUTER END MILLS FOR COMPOSITES- Square Type
(@)
o
3
'8
(2 L
= CEFM A
»
m - CEF A
(=%
=
>
nEd A#= Tolerance L
$<3 0~-0.02
3=¢=10 -0.01 ~-0.03
f% 10< & -0.01 ~-0.04
ﬂ% #2585k Bright Finishing —
%g ¥&#k Finishing —
N B Semi Finishing (@) cmm
a ey E— /0 ® Ta Ie 8 1
o i nE 25 T i RO S L
i; RD Coated
d L1 L D F
7] Order No.
’% 4.0 20 60 4 8 CEFM80400A
5“ 6.0 25 60 6 11 CEF110600A
8.0 25 60 8 14 CEF140800A
10.0 30 75 10 16 CEF161000A
12.0 32 100 12 17 CEF171200A

=> SIEIR R = feifrE sl -

Cutting Condition [ * Technical Data
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M520 ULTRA CARBIDE END MILLS FOR HIGH HARDNESS- Standard- 6F

& d /A7 Tolerance
<3 0~-0.02
3=0=10 -0.01 ~-0.03
10<® -0.01 ~-0.04
r=v

#¥3% Bright Finishing 0] 5 @ .| @
#58% Finishing
thf Semi Finishing © -
= OO OO @
#%% Roughing —

D@ TE 25 g 8 SRRETIRR
d L1 L D F s
Order No.
6.0 15 50 6 6 MEDG0BO0A
8.0 20 60 8 6 MEDG0B00A
10.0 25 75 10 6 MED61000A
12.0 30 75 12 6 MED61200A
14.0 30 75 14 6 MED61400A
16.0 40 100 16 6 MED61600A
18.0 40 100 18 6 MED61800A
200 45 100 20 6 MED62000A
25.0 45 100 25 6 MED62500A
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=> SIHR R = feifrE sl

Cutting Condition Technical Data
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M520 ULTRA CARBIDE END MILLS FOR HIGH HARDNESS- Long Flute- 6F

d
& d /A7 Tolerance
<3 0~-0.02
3=0=10 -0.01 ~-0.03
10<® -0.01 ~-0.04
=

#¥3% Bright Finishing 0] 5 @ @ .| @
#58% Finishing
i Semi Finishing (@) % HRC -cmﬁ"g
##% Roughing — . Table 8 4

7 7 28 G 7 SRS
Order No.

6.0 35 75 6 6 MEDF60600A

8.0 45 100 8 6 MEDFG0800A
10.0 55 100 10 6 MEDF61000A
12.0 55 100 12 6 MEDF61200A
14.0 75 150 14 6 MEDF61400A
16.0 75 150 16 6 MEDF61600A
18.0 90 150 18 6 MEDF61800A
20.0 90 150 20 6 MEDF62000A
25.0 90 150 25 6 MEDF62500A
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=> SIHR R = feifrE sl

Cutting Condition Technical Data




Table 80 SSIMESMEIATT)- DIASERZE- IHIRGR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

MItE JEERE
Material Non-metal
e Tk IRTE AR
Ma:tsaﬁaﬁf de Carbon Fiber Glass Fiber
CFRP GFRP
EE _ _
Hardness
HIHIZERE Ve 100m/min 70m/min
HHME s F s F
Diameter (rpm) (mm/min) (rpm) (mm/min)
3 10,610 640 7,430 450
4 7,960 720 5,570 500
5 6,370 960 4,450 670
6 5,310 1,110 3,710 780
8 3,980 1,310 2,780 910
10 3,180 1,530 2,230 1,060
12 2,650 1,700 1,860 1,190
Ap=2D Ae
EIE Ae=0.35D +
Cutting Amount Ap
(mm) T
X tHIAT Cutting Formula : S(EEEE) = Ve(HHIZERE) X 1000/ D(9ME) / T (3.14) FOERERE) = fz(B7ERE) X Z(DH) X S(EHIFE)
O N A 5 Ny
Table 81 ISR S MR At T])- ROFEBERE- IHIRMER
- SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
=
2 IItE El5HE
o Material Non-metal
(o]
=] ;
o 2yn Tk IRIE AR
g": Ma?eﬁ:aﬁf e Carbon Fiber Glass Fiber
=] CFRP GERP
= EE _ _
o Hardness
)
HIHEIEE Ve 100m/min 70m/min
9”‘:@ S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min)
3 10,610 260 7,430 180
4 7,960 290 5,570 200
5 6,370 380 4,450 270
t}] 6 5,310 440 3,710 310
=l 8 3,980 520 2,780 360
& 10 3,180 610 2,230 420
151: 12 2,650 680 1,860 480
% Ap=2D A
KIS Ae=0.35D it
Cutting Amount Ap
(mm) T

X HIHIAT Cutting Formula : S(E##FE) = Ve(IIHIZERE) X 1000/ D(9ME) / © (3.14) FOEAEE) = fz2(B7BERE) X Z(NB) X S(EHEE)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).
2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.




Table 84 M520 tBARSS S ERL % T]- 67)(SRIR) tRIRMR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

Tk 3 Al Al 5
?\Elgi:ﬁf Carbon Alloy Alloy Stainless
Steels Steels Steels Steels
Iﬂ:ﬂ"ﬁ S35C,S45C,S50C SCM,SKT,SKD SCM,SKT,SKD SUS304
Material Code
H TR HRC<20 HRC20~30 HRC30~45 =
ardness
HIHIEE Ve 110m/min 95m/min 75m/min 75m/min
g S F S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
6mm 5,840 1,060 5,040 900 3,980 710 3,980 540
8mm 4,380 1,050 3,780 840 2,990 690 2,990 530
10mm 3,500 970 3,030 780 2,390 610 2,390 480
12mm 2,920 900 2,520 760 1,990 1,120 1,990 450
16mm 2,190 810 1,890 700 1,490 980 1,490 390
Ae=0.03D~0.1D Ae=0.02D~0.1D Ae=0.02D~0.05D
HIHIE Ay, Sanil Sanil
Cutting Amount Ap Ap Ap
(mm) T T T

X tHIATC Cutting Formula : S(EEHEEEE) = Ve(HIHEIZEE) X 1000 / D(FMZ) / T (3.14)

X tHIATL Cutting Formula : S(EEHEEEE) = Ve(IIHEIZEE) X 1000 / D(FME) / ©(3.14)

FOEARERE) = fA(B7EMRE) X Z(7)#) X S(EH#MiEE)

FOEREZERE) = (SEIERE) X S(EMEE)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).

2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.
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