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MM series end mills for

machining high hardness steel

H Big enough chip pocket and thick core designed,
take rigidity and chip removal both into consideration.

EStrict and reasonable Rute control makes cutting
and chip removal more stable

!Appropriate rake angle design takes edge
strength and sharpness both into consideration,
tool application becomes wider.

! Outstanding performances come from super
ultra-fine grain carbide substrate, tool wear
resistance and cutting edge strength combine
perfectly.

E Optimized AITiN coating is particular for high
hardness materials and high speed machining,
possessing more prominent high-temp. hardness
( red hardness) and high-temp stability.
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Size: @6mm

Workpiece material: SKD11(62HRC)
Rotating speed: 10000r/min(188m/min)
Feed speed: 2000mm/r(0.2mm/r)

l Abrasion in machining process

Axial cutting depth: Ap=9mm 4
Radial cutting depth: Ae=0.1mm
Cutting style: cycloid machining
Cooling system: air blow
Machine: MIKRON UCP 1000
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Cycloid machining of Rattened end mill
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~N
HM-4E-D6.0

e N (
e BN A serrasd

Cutting length: 100m

02 ~ Breakage
€ 0.18
£ o016 —+— HM-4E-D6.0
o
B 0.14 Excessive —=— Similar product
§ 0.12 abrasion, invalid of company A
2 0.
'% 01 Similar product
s of company B
2 0.08
il
[72]
o
el
©
X
[=4
©
[T

100

0 20 40 60 80

Similar product
of company A

Cutting length: 60m
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Cutting length: 60m
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Cutting length(m)

Size: R3.0mm

Workpiece material: SKD61(52HRC)
Rotating speed: 6400r/min (120m/min)
Feed speed: 1280mm/r (0.2mm/r)
Axial cutting depth: Ap=0.12mm
Radial cutting depth: Ae=0.24mm
Cutting style: machining cavity with 2°taper angle
Cooling system: air blow

Machine: MIKRON UCP 1000
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Cavity machining of ball nose end mills
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Number of cavity (pc)

M Abrasion of mill after
machining 5 cavities
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