M520 55 = 08 A &t 7)- 1R4ER- 6]

M520 ULTRA CARBIDE END MILLS FOR HIGH HARDNESS- Standard- 6F

D(h6)
& 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
i Semi Finishing (@) % HRC -cmﬁ“g
#H#% Roughing — . Table 8 4

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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Cutting Condition Technical Data




M520 &S 5= 8 A5t 7]- £IJE- 67]

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
#H#% 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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Table 84

M520 #AH 5SS @R % 7]- 670 (SRIR) tRIRMGR

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 - -

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

EMIBSREF

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

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. 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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