High feed milling cutter

MXGO7 type

Minimum tool diameter: ¢10
Max. depth of cut: 0.5 mm

High-Rigidity Design for Stability.

Compared to Conventional Model

@ mxco7
ENMUO7...

* Economical double-sided insert with 4 cutting edges
* High-Rigidity Design for Stability
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No. of Dimensions (mm)
Cat.No. Stock | . Insert
inserts | DCX LF DCSFMS MD C w
MXG-2010-07-M6 o 2 10 18 9.5 M6 6.5 8
MXG-3012-07-M6 o 3 12 20 11.2 M6 6.5 8
ENMUO07T207ZER-PM
MXG-3013-07-M6 ( 3 13 20 11.2 M6 6.5 8
MXG-4016-07-M8 o 4 16 23 15 M8 8 12
Note: All cutters are supplied without inserts or wrench. @ : Stocked ltems
Screw Torque(N.m) Wrench
TSW-2044H 0.5 A-06
V) (e{iyd Insert
TYPE
s
PVD Coating Dimensions (mm)
Cat.No. Tolerance
JC8050 JC8118 RE L W1 S
ENMUO7T207ZER-PM M o o 0.7 7 4.1 2.85
Note: 10 inserts per case. @ : Stocked Items
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B Definition of corner shape for programming

(mm)
Corner radius .
for programming Remains Over cut
1.0 (Std.) 0.21 0
—_Overcut
1.5 0.10 0.15
2.0 0.01 0.85
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B Recommended Cutting Conditions
Material Insert Grade Ve (m/min) fz (mm/t) ap (mm) ae (mm)
Carbon Steel
below 250HB ENMUOQ7**-PM JC8050 165 1.0 0.3 0.7 Dc
Tool & Die Steel
below 255HB ENMUOQ7**-PM JC8050 150 1.0 0.3 0.7 Dc
Mold Steel JC8050
30-36HRC ENMUO7**-PM (JC8118) 150 1.0 0.3 0.7 Dc
Mold Steel -
SSASNRE ENMUOQ7**-PM Jc8118 120 0.9 0.3 0.7 Dc
Hardened
Die Steel ENMUQ7#**-PM JC8118 90 0.6 0.25 0.7 Dc
42-52HRC
Grey ey JC8118
Cast Iron ENMUO7**PM | (4cs0s0) A 1.0 0.3 0.7 Dc
Nodular k. JC8118
Cast Iron ENMUO7**-PM (JC8050) 200 1.0 0.3 0.7 Dc
Stainless Steel ENMUOQ7**-PM JC8050 165 1.0 0.3 0.7 Dc

Note:
1. These parameters represent stable machining at lengths 3xD.
Please adjust cutting conditions according to machine rigidity or work rigidity.
2. In case of chatter ocurring, recommended to reduce ap or rpm and keep feed per tooth.
3. ap should be reduced when using on low rigidity machine.
4. Use air blow.



