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MODE Stocked D r L1
MHM 4040-02-4 () 4 0.2R 5 13 50 4 4 750
MHM 4040-05-4 o 4 0.5R 5 13 50 4 4 750
MHM 4040-02-6 o 4 0.2R 5 13 50 6 4 850
MHM 4040-05-6 o 4 0.5R 5 13 50 6 4 850
MHM 4060-05 o 6 0.5R 7 19 50 6 4 850
MHM 4060-10 o § IR 7 19 50 6 4 850
MHM 5080-05 ® 8 0.5R 9 25 60 8 5 1,500
MHM 5080-10 o R IR 9 25 60 8 5 1,500
MHM 5100-05 () 10 0.5R 11 31 75 10 5 2,400
MHM 5100-10 [ ) 10 IR 11 31 75 10 5 2,400
MHM 5120-05 o 12 0.5R 13 33 75 12 5 3,000
MHM 5120-10 o 12 IR 13 33 75 12 5 3,000
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Nano Composite Coating AITiSIN Purple%Blue 45Gpa 1200 Ui 045 Hardness steel SHRC62,
Super oxidation resistance,
High adhesion,for dry milling
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Contouring ae: 1% 77 [a V] il ERadial Depth (mm)
WeHI#4 Work Material VI 4*%0.2R 6*0.5R 8*0.5R 10*#0.5R 12*0.5R
5 Hardness Cutting Condition 4%0.5R 6%1R {*1R 10*%1R 12#1R
IR ZREH, &< Ao min-1 6,000 4,000 3,750 3,000 2,500
C:}fif)yn sstt:eilf SE4C R mm/min 6,380 6,720 8,000 8,000 7,600
(HB150 ~HE250) ap mm 0.24 0.36 0.48 0.48 0.48
S50C, SCM,SNCM ac mm 1.0 1.5 2.0 3.0 4.0
T L), A g gl Al S min-1 5,600 3,700 3,500 2,750 2,400
i ML I mm/min 5,450 5,680 6,800 6,800 6,600
Stainless Steel
(HRC25~HRC35) ap mm 0.24 0.36 0.48 0.48 0.48
e ac mm 1.0 1.5 2.0 3.0 40
TERELE AR min-1 5,200 3,400 3,250 2,600 2,100
PREHARDENED STEELS HELE T mm/min 3,950 4,080 4,800 4,800 4,600
(HRC35~HRC45) ap mm
HPMLNAK CENL o 0.24 0.36 0.48 0.48 0.48
1.0 1.5 2.0 3.0 4.0
HEI el min- 1 4,000 2,700 2,500 2,000 1,625
Hardened Steels HELS R E mm/min 3,040 3,240 3,800 3,800 3,500
(}?gg;?}g?) ap mm 0.17 0.25 0.34 0.34 0.34
ac mm 1.0 1.5 2.0 3.0 4.0
S A Al S min-1 4,000 2,700 2,500 2,000 1,625
Hardened Steels HELA S mm/min 1,525 1,625 1,920 1,920 1,800
(HRC55~HRC62) ap mm 0.12 0.18 0.24 0.24 0.24
SKDIL SKIS! ac mm 1.0 1.5 2.0 3.0 40
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MK+ Work Material I E3EE 4*%0.2R 6*0.5R 8*0.5R 10*0.5R 12*#0.5R
& Hardness Cutting Condition 4%(0.5R 6*%1R %R 10¥1R 12%1R
Tt R 5, 5 < 5 A e min-1 8,300 5,850 4,400 3,500 2,920
Carbon Steels HELSH E mm/min 950 950 1,100 1,100 1,100
Alloy Steels -
(HB150 ~HB250) ap =1D mm 4 6 8 10 12
$50C, SCM,SNCM ac =0.1D mm 0.4 0.6 0.8 1.0 1.2
T LS, R s Al min-1 7,200 4,800 3,600 3,000 2,400
Tool Steels HELS R mm/min 680 680 850 850 850
Stainless Steel —
(HRC25~HRC35) ap =1D mm 4 6 8 10 12
SKD,P20,SUS304 ac =0.1D mm 0.4 0.6 0.8 1.0 1.2
TR Al S min-1 6,300 4,200 3,200 2,550 2,200
PREHARDENED STEELS ~ #E44 2£ /% mm/min 510 510 630 630 630
(HRC35~HRC45) ap =1D  mm 4 6 8 10 12
HPMLNARCENL .. <0.07D mm 0.28 0.42 0.56 0.70 0.84
3l 2 P min-
gy aeminl 5,580 3,720 2.800 2,200 1,850
Hardened Steels ﬁzéi%ﬁimm/mm 220 220 275 275 275
&SIRK]C);‘?SHRIgjﬁ ap =1D mm 4 6 8 10 12
ac =0.05D mm 0.20 0.30 0.40 0.50 0.60
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NOTE

1.Adjust depth of cut according to machine rigidity.

2.Final milling conditions are subject to machining profile, Purpose and machine status.
3.Adjust both spindle speed and feed at the same rate.

4. Air blow is recommended. Or please be sure to use water soluble coolant.

5.Non-water cutting fluid is recommended for cutting stainless steels.

6.Chip disposal is important.

7.Groove processing is not recommended, if used in groove processing limit ap below 0.25D.
8.0verhang of end mill should be as possible from spindle nose.

9.When the length of tool extension is long, please reduce speed and feed at same rate.
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