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M520 ULTRA CARBIDE END MILLS FOR STAINLESS- High Helix- 4F
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1.0 3 50 4 4 MEMHM40100F
2.0 5 50 4 4 MEMHM40200F
3.0 8 50 4 4 MEMHM40300F
4.0 10 50 4 4 MEMHM40400F
2.0 5 50 6 4 MEMH40200F
3.0 8 50 6 4 MEMH40300F
4.0 10 50 6 4 MEMH40400F
5.0 13 50 6 4 MEMH40500F
6.0 15 50 6 4 MEMH40600F
7.0 18 60 8 4 MEMH40700F =
8.0 20 60 8 4 MEMH40800F <
10.0 25 75 10 4 MEMH41000F g
12.0 30 75 12 4 MEMH41200F g
14.0 30 75 14 4 MEMH4140014F n('))
15.0 85 100 16 4 MEMH41500F o
16.0 35 100 16 4 MEMH41600F g
18.0 40 100 20 4 MEMH41800F g'
20.0 45 100 20 4 MEMH42000F %
25.0 45 100 25 4 MEMH42500F %
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Cutting Condition Technical Data
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SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

Steels
MatIeﬁa\*:‘lCEﬁde LD
15 _
Hardness
LSRR Vo 70m/min
xS S F s F
Diameter (rpm) (mm/min) (rpm) (mm/min)
1mm 22,290 300~1,000 22,290 100~200
2mm 11,146 300~1,000 11,146 100~200
3mm 7,430 300~1,000 7,430 100~200
4mm 5,570 300~1,000 5,570 100~200
5mm 4,460 500~1,000 4,460 200~300
6mm 3,720 500~1,200 3,720 200~300
7mm 3,190 500~1,200 3,190 300~400
8mm 2,790 500~1,100 2,790 300~400
10mm 2,230 500~1,100 2,230 300~400
12mm 1,860 600~800 1,860 250~300
14mm 1,590 600~800 1,590 250~300
15mm 1,490 400~600 1,490 250~300
16mm 1,390 400~600 1,390 250~300
18mm 1,240 300~500 1,240 100~250
20mm 1,120 300~500 1,120 100~250
25mm 890 300~500 890 100~250
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X HIHEIAT Cutting Formula : S(EBHEEEE) = Vc(HHEIERE) X 1000/ D(JME) / ©(3.14)  FOELAZERE) = (B7EHE) X Z(78) X S(EMEHE)
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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.






