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M520 tEIESEMEkEL &% 7]- 4R/ REL- 27]

M520 ULTRA CARBIDE END MILLS- Ball Nose- Micro Diameter- 2F

- MEBS2 A
- MEBM2 A
FER A7 Tolerance

#B¥58% Bright Finishing

I

¥&8% Finishing O
i Semi Finishing -
sl r . HE- BT 4R
Order No. Order No.
0.05R 0.2 50 3 2 MEBS20005 MEBS20005A
0.1R 0.4 50 3 2 MEBS20010 MEBS20010A
0.15R 0.6 50 3 2 MEBS20015 MEBS20015A
0.2R 0.8 50 3 2 MEBS20020 MEBS20020A
0.25R 1.0 50 3 2 MEBS20025 MEBS20025A
0.3R 1.2 50 3 2 MEBS20030 MEBS20030A
0.35R 1.4 50 3 2 MEBS20035 MEBS20035A
0.4R 1.6 50 3 2 MEBS20040 MEBS20040A
0.45R 1.8 50 3 2 MEBS20045 MEBS20045A
0.5R 2.0 50 3 2 MEBS20050 MEBS20050A
0.6R 24 50 3 2 MEBS20060 MEBS20060A
0.7R 2.8 50 3 2 MEBS20070 MEBS20070A
0.75R 3.0 50 3 2 MEBS20075 MEBS20075A
1.0R 4.0 50 3 2 MEBS20100 MEBS20100A
1.5R 6.0 50 3 2 MEBS20150 MEBS20150A
0.05R 0.2 50 4 2 MEBM20005 MEBM20005A
0.1R 0.4 50 4 2 MEBM20010 MEBM20010A
0.15R 0.6 50 4 2 MEBM20015 MEBM20015A
0.2R 0.8 50 4 2 MEBM20020 MEBM20020A
0.25R 1.0 50 4 2 MEBM20025 MEBM20025A
0.3R 1.2 50 4 2 MEBM20030 MEBM20030A
0.35R 1.4 50 4 2 MEBM20035 MEBM20035A
0.4R 1.6 50 4 2 MEBM20040 MEBM20040A
0.45R 1.8 50 4 2 MEBM20045 MEBM20045A
0.5R 2.0 50 4 2 MEBM20050 MEBM20050A
= TSR

Cutting Condition

= feifrE sl

Technical Data
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M520 ULTRA CARBIDE END MILLS- Ball Nose- 2F

- MEBM
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FER

/A#= Tolerance

R

+0.02

#B¥58% Bright Finishing

I

D(h6)

¥&8% Finishing O
i Semi Finishing -
sl r . HE- =] B4R
Order No. Order No.
0.5R 2.0 50 4 2 MEBM20050 MEBM20050A
0.6R 24 50 4 2 MEBM20060 MEBMZ20060A
0.7R 2.8 50 4 2 MEBM20070 MEBM20070A
0.75R 3.0 50 4 2 MEBM20075 MEBM20075A
1.0R 4.0 50 4 2 MEBM20100 MEBM20100A
1.25R 5.0 50 4 2 MEBM20125 MEBM20125A
1.5R 6.0 50 4 2 MEBM20150 MEBM20150A
1.75R 7.0 50 4 2 MEBM20175 MEBM20175A
2.0R 8.0 50 4 2 MEBM20200 MEBM20200A
1.0R 4.0 50 6 2 MEB20100 MEB20100A
1.25R 5.0 50 6 2 MEB20125 MEB20125A
1.5R 6.0 50 6 2 MEB20150 MEB20150A
2.0R 8.0 50 6 2 MEB20200 MEB20200A
2.5R 10.0 50 6 2 MEB20250 MEB20250A
3.0R 12.0 50 6 2 MEB20300 MEB20300A
3.5R 14.0 60 8 2 MEB20350 MEB20350A
4.0R 16.0 60 8 2 MEB20400 MEB20400A
5.0R 20.0 75 10 2 MEB20500 MEB20500A
6.0R 24.0 75 12 2 MEB20600 MEB20600A
8.0R 32.0 100 16 2 MEB20800 MEB20800A
10.0R 40.0 100 20 2 MEB21000 MEB21000A
=> JHIRER

Cutting Condition

= feifrE sl

Technical Data
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Table 27

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

M520 fEARSSEE /IR | FB/IRWELET]- 470 (SERR) SIRIRMER

INTHE Al Al R S ETS bt
Material Alloy Alloy Hardened Hardened Cast
Steels Steels Steels Steels Iron
Iﬁ:ﬂﬁ SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD FC,FCD
Material Code
H R HRC20~30 HRC30~45 HRC45~55 HRC55~63 HRC<30
ardness
HIEIZEE Ve 110m/min 110m/min 95m/min 79m/min 126m/min
S S F S F S F S F 8 F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
3mm 11,800 1,260 11,800 1,150 10,060 830 8,390 500 13,460 1,550
4mm 8,790 1,190 8,790 1,070 7,570 780 6,300 460 10,060 1,470
5mm 7,050 1,150 7,050 990 6,060 730 5,030 420 8,080 1,310
6mm 5,900 1,070 5,900 910 5,030 660 4,200 400 6,730 1,230
8mm 4,400 990 4,400 830 3,800 610 3,170 400 5,030 1,150
10mm 3,530 990 3,530 830 3,010 610 2,540 400 4,040 1,150
12mm 2,930 990 2,930 830 2,540 610 2,100 400 3,370 1,150
e D<6, Ap=1D, Ae=0.02D Ae
M2 D=6, Ap=1D, Ae=0.05D 4
Cutting Amount Ap
(mm) T
X YA Cutting Formula : S(EBREEE) = Vo(HIEIEER) X 1000/ DFME) / n(3.14)  FOEAREE) = 2(STIERE) X Z(7H) X S(EHIFE)
L3 MY
Table 28 M520 B4R 35K 7] 27) (RERE) LR
- SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
c
[=
55 ITHE fix s Al axi SRESH SEEE N s
«Q Material Carbon Alloy Alloy Hardened Hardened Stainless Cast
g) Steels Steels Steels Steels Steels Steels Iron
2 TR
= Materi " S35C,S45C,S50C| SCM,SKT,SKD | SCM,SKT,SKD SKT,SKD SKT,SKD SUS304 FC,FCD
=t aterial Code
g EE
" H > HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 = HRC<30
o ardness
(o}
o tIHIZEE Ve 100m/min 90m/min 75m/min 60m/min 45m/min 70m/min 100m/min
HE S F S F S F S F S F S F S F
R (rpm) | (mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) |(mMm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)
0.5R 31,850 | 770 28,660 620 | 23,890 | 400 19,110 | 210 14,330 140 | 22,290 | 290 | 31,850 | 770
1.0R 15,920 | 770 14,330 620 11,940 | 400 9,550 210 7,170 140 11,150 | 290 15,920 | 940
2.0R 7,960 770 7,170 630 5,970 450 4,780 270 3,580 180 5,570 370 7,960 940
3.0R 5,310 860 4,780 670 3,980 470 3,190 300 2,390 190 3,720 390 5,310 | 1,050
:L?] 4.0R 3,980 | 1,050 | 3,580 790 2,990 560 2,390 330 1,790 210 2,790 460 3,980 | 1,300
éu 5.0R 3,190 860 2,870 750 2,390 530 1,910 340 1,430 210 2,230 430 3,190 | 1,200
1'% 6.0R 2,650 890 2,390 700 1,990 490 1,590 310 1,190 200 1,860 430 2,650 | 1,100
ﬁ: 8.0R 1,990 840 1,790 650 1,490 480 1,190 270 900 190 1,390 380 1,990 | 1,050
%E 10.0R 1,590 770 1,430 570 1,190 450 960 250 720 170 1,120 370 1,590 940
. Ap=0.05D
IS Pf=0.1D T Ap
Cutting Amount
(mm) Pt

X HIEIATL Cutting Formula : S(EBEFEE) = Vo(HIHIZERE) X 1000/ D(9ME) / © (3.14)

EMIBSREF

FOERERE) = f2(B7)E&HRE) X Z(7)8) X S(EHWE)

553 EEMEEE(S) (10~40%) = When the sound is piercing, please lower the spindle speed(S) (10~40%).

1.

2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. BEXMEE KA - F5AMRELRERE(F) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. D EEIBAEEE  EENRHNERBEIRR - FWARRE - BBRARSR - S -

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






