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M520 ULTRA CARBIDE END MILLS- Ball Nose- Long Neck- 2F
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FER /A7 Tolerance
R +0.02
#BHE% Bright Finishing — ‘@‘ ‘@‘ “ “
¥&8% Finishing O
i Semi Finishing -
o OO OO GE
¥E | MR | ENR | 2R @@ | M RJETIRAR SR RIS
Order No. Order No.
0.5R 0.8 4 50 4 2 MEBN20050040 MEBN20050040A
0.5R 0.8 7 50 4 2 MEBN20050070 MEBN20050070A
0.75R 1.2 6 50 4 2 MEBN20075060 MEBN20075060A
0.75R 1.2 10 50 4 2 MEBN20075100 MEBN20075100A
1.0R 1.6 8 50 4 2 MEBN20100080 MEBN20100080A
1.0R 1.6 12 50 4 2 MEBN20100120 MEBN20100120A
1.0R 1.6 18 50 4 2 MEBN20100180 MEBN20100180A
1.25R 2.0 10 50 4 2 MEBN20125100 MEBN20125100A
1.25R 2.0 20 60 4 2 MEBN20125200 MEBN20125200A
1.5R 2.4 12 50 6 2 MEBN20150120 MEBN20150120A
= 1.5R 2.4 20 60 6 2 MEBN20150200 MEBN20150200A
gy 2.0R 3.2 16 50 6 2 MEBN20200160 MEBN20200160A
g 2.0R 3.2 25 60 6 2 MEBN20200250 MEBN20200250A
o
Q 0.5R 0.8 4 38 4 2 MEBN20050040038L MEBN20050040038LA
o 0.5R 0.8 7 38 4 2 MEBN20050070038L MEBN20050070038LA
% 0.75R 1.2 6 38 4 2 MEBN20075060038L MEBN20075060038LA
I':I'I 0.75R 1.2 10 38 4 2 MEBN20075100038L MEBN20075100038LA
% 1.0R 1.6 8 38 4 2 MEBN20100080038L MEBN20100080038LA
= 1.0R 1.6 12 38 4 2 MEBN20100120038L MEBN20100120038LA
@ 1.0R 1.6 18 38 4 2 MEBN20100180038L MEBN20100180038LA
1.25R 2.0 10 38 4 2 MEBN20125100038L MEBN20125100038LA
1.25R 2.0 20 50 4 2 MEBN20125200050L MEBN20125200050LA
1.5R 2.4 12 38 6 2 MEBN20150120038L MEBN20150120038LA
1.5R 2.4 20 50 6 2 MEBN20150200050L MEBN20150200050LA
2.0R 3.2 16 38 6 2 MEBN20200160038L MEBN20200160038LA
2.0R 3.2 25 50 6 2 MEBN20200250050L MEBN20200250050LA
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Cutting Condition Technical Data




Table 73

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

M520 tRARSS SR T]- 270 (SERR) LIRIRIFR

INTHE e ] aEH A REH BNt wE =R =
Material Carbon Alloy Alloy Hardened Stainless Cast Aluminum/
Steels Steels Steels Steels Steels Iron Copper
TR
h S35C,S45C,S50C| SCM,SKT,SKD | SCM,SKT,SKD SKT,SKD SUS304 FC,FCD —
Material Code
TR HRC<20 HRC20~30 HRC30~45 HRC45~55 = HRC<30 —
Hardness
LIHIEE Ve 102m/min 81m/min 67m/min 40m/min 80m/min 118m/min 30m/min
g S F S F S F S F S F S F S F
Diameter (rpm) | (mm/min)| (rpm) | (mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)
1mm 11,340 130 | 25,650 110 | 21,600 70 12,000 60 25,650 110 | 37,800 | 300 9,000 40
2mm 16,200 170 12,960 130 10,800 90 6,480 70 12,960 130 18,900 | 320 4,860 50
3mm 11,340 170 8,640 150 7,020 100 4,500 70 8,640 150 12,960 | 320 3,350 50
4mm 8,100 180 6,480 150 5,400 110 3,240 70 6,480 150 9,720 320 2,430 60
5mm 6,750 200 5,130 150 4,320 110 2,700 80 5,130 150 7,560 360 2,030 60
Ap=0.3D Ap=0.06D Ap=0.3D Ap=0.06D
- A A
= (D<3, Ap=0.15D) Aol | (D<3, Ap=0.03D) | (D<3, Ap=0.15D) | " 5L |(D<3, Ap=0.03D)
Cutting Amount Ap Ap
(mm) T T

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

Table 74

FOEARERE) = fA(BTEHRE) X Z(7)#) X S(XHIEE)

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

M520 1RSSR TARIERT)- 2/ 470 (S HR) tHIRIER

p—— s CE s ] Gt Fi5 B
Material Carbon Alloy Alloy Hardened Hardened Stainless Cast
Steels Steels Steels Steels Steels Steels Iron
Iﬂ:ﬂsﬁ' S35C,S45C,S50C| SCM,SKT,SKD | SCM,SKT,SKD SKT,SKD SKT,SKD SUS304 FC,FCD
Material Code
R HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 = HRC<30
Hardness
LIHIERE Ve 90m/min 75m/min 65m/min 50m/min 35m/min 55m/min 90m/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) |(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)
0.50R 28,660 | 790 23,890 600 | 20,700 500 15,920 | 350 11,150 200 17,520 | 400 | 28,660 | 870
0.75R 19,110 | 820 15,920 650 13,800 540 10,620 | 370 7,430 200 11,680 | 400 19,110 | 900
1.00R 14,330 | 820 11,940 680 10,350 570 7,960 370 5,570 200 8,760 430 14,330 | 900
1.25R 11,470 | 820 9,550 680 8,280 570 6,370 370 4,460 200 7,010 430 11,470 | 900
1.50R 9,550 820 7,960 680 6,900 570 5,310 370 3,720 200 5,840 430 9,550 900
2.00R 7,170 820 5,970 680 5,180 570 3,980 370 2,790 200 4,380 430 7,170 900
. Ap=0.02D
IS Pf=0.05D T Ap
Cutting Amount
(mm) Pt

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

EMIBSREF

FOEARERE) = fA(B7E&ME) X Z(7)H) X S(EHEE)

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.
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