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M520 ULTRA CARBIDE END MILLS- Corner Radius- 4F
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Order No.
1.0 0.2R 2 50 4 4 MECRM4010002 MECRM4010002A
1.5 0.2R 3 50 4 4 MECRM4015002 MECRM4015002A
2.0 0.2R 4 50 4 4 MECRM4020002 MECRM4020002A
25 0.2R 5 50 4 4 MECRM4025002 MECRM4025002A
2.5 0.5R 5 50 4 4 MECRM4025005 MECRM4025005A
3.0 0.5R 6 50 4 4 MECRM4030005 MECRM4030005A
3.0 1.0R 6 50 4 4 MECRM4030010 MECRM4030010A
4.0 0.3R 8 50 4 4 MECRM4040003 MECRM4040003A
4.0 0.5R 8 50 4 4 MECRM4040005 MECRM4040005A
4.0 1.0R 8 50 4 4 MECRM4040010 MECRM4040010A
=
3.0 0.5R 6 50 6 4 MECR4030005 MECR4030005A <
3.0 1.0R 6 50 6 4 MECR4030010 MECR4030010A g
4.0 0.5R 8 50 6 4 MECR4040005 MECR4040005A 5‘
4.0 1.0R 8 50 6 4 MECR4040010 MECR4040010A 8
5.0 0.5R 10 50 6 4 MECR4050005 MECR4050005A o
5.0 1.0R 10 50 6 4 MECR4050010 MECR4050010A g
6.0 0.5R 12 50 6 4 MECR4060005 MECR4060005A gl
6.0 1.0R 12 50 6 4 MECR4060010 MECR4060010A %‘
8.0 0.5R 16 60 8 4 MECR4080005 MECR4080005A =
8.0 1.0R 16 60 8 4 MECR4080010 MECR4080010A @
8.0 1.5R 16 60 8 4 MECR4080015 MECR4080015A
8.0 0.5R 16 75 8 4 MECR4080005075L MECR4080005075LA
10.0 0.5R 20 75 10 4 MECR4100005 MECR4100005A
10.0 1.0R 20 75 10 4 MECR4100010 MECR4100010A
10.0 1.5R 20 75 10 4 MECR4100015 MECR4100015A
10.0 2.0R 20 75 10 4 MECR4100020 MECR4100020A
12.0 0.5R 24 75 12 4 MECR4120005 MECR4120005A
12.0 1.0R 24 75 12 4 MECR4120010 MECR4120010A
12.0 1.5R 24 75 12 4 MECR4120015 MECR4120015A
12.0 2.0R 24 75 12 4 MECR4120020 MECR4120020A
12.0 3.0R 24 75 12 4 MECR4120030 MECR4120030A ﬁs‘t
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Cutting Condition Technical Data
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SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

F— e a2l a2l meEm e A e
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
H B HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 — HRC<30
ardness
HIHIEEE Ve 94m/min 75m/min 63m/min 37m/min 28m/min 75m/min 110m/min
ghiE 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)
3mm 10,580 | 690 8,060 480 6,550 230 4,230 280 3,220 210 8,060 480 12,100 | 1,260
4mm 7,560 690 6,050 480 5,040 230 3,020 280 2,270 210 6,050 480 9,070 | 1,510
5mm 6,300 690 4,790 480 4,030 230 2,520 280 1,890 210 4,790 480 7,060 | 1,510
6mm 5,040 690 4,030 480 3,280 230 2,020 280 1,510 210 4,030 480 6,050 | 1,510
8mm 3,780 690 3,020 480 2,520 245 1,510 280 1,130 210 3,020 480 4,540 | 1,510
10mm 3,020 710 2,390 500 2,020 245 1,200 290 910 220 2,390 500 3,530 | 1,640
12mm 2,520 710 2,020 500 1,680 245 1,010 290 760 220 2,020 500 3,020 | 1,760
14mm 2,520 780 1,900 560 1,600 270 1,010 320 760 240 1,900 560 2,800 | 1,960
16mm 2,180 840 1,680 590 1,400 280 870 340 660 250 1,680 590 2,520 | 2,100
18mm 1,960 840 1,480 590 1,230 280 780 340 590 250 1,480 590 2,240 | 2,100
20mm 1,680 840 1,340 590 1,120 280 670 340 500 250 1,340 590 1,960 | 2,240
e Ap=1.5D Ae Ap=1D Ae Ap=1.5D Ae
tIHIE Ae=0.1D 4 Ae=0.05D + |Ae=0.1D +
Cutting Amount Ap Ap Ap
(mm) T T T
X HIBIAT Cutting Formula : S(EBEEE) = Vc(HIHIERE) X 1000/ D(9MZ) / = (3.14) FOEREE) = fz(B7ERE) X Z(DH) X S(EHIEE)
A\ 2 = 1 Y
Table 34 N620 FoREEHAE 7B SR )- 27)($EAR) tDHIRM=
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
ITHE axif I=FA SRS S ESE fE5 ]
Material Alloy Alloy Hardened Hardened Cast
Steels Steels Steels Steels Iron
Iﬂ:ﬂ,ﬁ SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD FC,FCD
Material Code
H RS HRC20~30 HRC30~45 HRC45~55 HRC55~63 HRC<30
ardness
HIEIEERE Ve 118m/min 108m/min 68m/min 48m/min 118m/min
Mg 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)
1mm 28,310 510 25,245 405 18,910 270 12,570 120 29,900 540
2mm 15,345 520 13,365 405 9,800 270 6,630 120 15,740 550
3mm 10,490 570 8,415 405 6,290 280 4,750 140 10,490 600
4mm 8,670 560 7,080 400 5,100 270 3,720 135 8,670 560
6mm 6,290 530 5,250 530 3,660 250 2,630 130 6,290 530
8mm 4,750 530 3,960 380 2,770 250 1,980 130 4,750 530
10mm 3,760 530 3,170 380 2,230 250 1,580 130 3,760 530
12mm 3,170 530 2,620 380 1,840 250 1,340 130 3,170 530
D=3, Ap=0.15D
YHMIE  |p>3 Ap=0.2D g
Cutting Amount  |D=6, Ap=0.1D Ap
(mm) D>6, Ap=0.15D T

X% 41230 Cutting Formula : S(EEHEEEE) = Vc(IHIZERE) X 1000 / D(FME) / T (3.14)

1. BT BT RE -
2. EREAEEAAR -
3. BB EIAAR -

4. D FHIERERE - BENRGDERESINR - AR nHE - HERNRR - FmlE

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

553 EEMEEE(S) (10~40%) = When the sound is piercing, please lower the spindle speed(S) (10~40%).
AR AR R (F) (10~40%) ° When the machine is vibrating, please decrease the feed rate(F) (10~40%).
SE MR EARIEE(F) (10~40%) » When the spindle load is high, please decrease the feed rate(F) (10~40%).

FOELREE) = fz2(B7ERE) X Z(DH) X S(EHIEE)
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