tﬂﬁu%ﬁ:%%i Recommended Milling Conditions

R ST, AT > LA, HEH
WRHEIA Carbon Steels-Alloy Steels;+Stainless Prehardened Steels - 7IIZVAEE
Work Material Steels 1 NAK55-NAK80-HPM-1 Copper+Aluminum Alloy I
S50C-SCM1°SKD,1+SUS 4 (~43HRC)

EE O3 EEE | PIUIAKE | O#EE EUEE | YIVAKE | O EVERE | YIUIAKRE
AR Effective Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut
Dia.

Length

min” mm/min | Ap mm min” mm/min | Adp mm min” mm/min | dp mm

0.3 40,000 150 0.005 | 40,000 120 0.004 | 40,000 150 0.006
0.5 40,000 100 0.004 | 40,000 75 0.003 | 40,000 100 0.005

0.1 0.75 || 40,000 60 0.003 | 40,000 50 0.002 | 40,000 60 0.003
1 40,000 40 0.002 | 40,000 30 0.002 | 40,000 40 0.002
0.3 40,000 200 0.005 | 40.000 150 0.004 | 40,000 200 0.008 v A
0.5 40,000 150 0.005 | 40,000 120 0.004 | 40,000 150 0.008 ] ;7[
0.15 0.75 || 40,000 100 0.004 | 40,000 90 0.003 | 40,000 100 0.006 7
1 40,000 80 0.003 | 40.000 60 0.002 | 40.000 80 0.004 T
1.5 40,000 50 0.002 | 35,000 40 0.002 | 40,000 50 0.003 &z
0.5 40,000 330 0.01 40,000 250 0.007 | 40,000 330 0.012 g %%
0.75 | 40.000 280 0.008 | 40,000 220 0.006 | 40,000 280 0.01 E 7"7y
1 40,000 250 0.007 | 40.000 180 0.005 | 40.000 250 0.008 =
1.5 40,000 180 0.005 | 35,000 120 0.004 | 40,000 180 0.006
0.2 2 40,000 100 0.003 | 35,000 65 0.002 | 40.000 100 0.004
2.5 35,000 80 0.003 | 30,000 50 0.002 | 40.000 90 0.003
B 30,000 60 0.002 | 25,000 40 0.002 | 35,000 70 0.002 —
3.5 25,000 40 0.002 | 22,000 30 0.002 | 30,000 50 0.002
4 23,000 30 0.001 20,000 20 0.001 25,000 35 0.001
1 40,000 400 0.02 35,000 260 0.015 | 40,000 400 0.024
1.5 40,000 350 0.015 | 35,000 230 0.01 40,000 350 0.018
2 35,000 300 0.01 30,000 180 0.007 | 40,000 320 0.012
25 30,000 250 0.007 | 25,000 160 0.005 | 35,000 280 0.008
0.3 3 30,000 200 0.005 | 25,000 130 0.004 | 35,000 250 0.006
4 25,000 120 0.004 | 22.000 80 0.003 | 30.000 150 0.004
5 22,000 80 0.003 | 20,000 55 0.002 | 25,000 90 0.003 ]
6 20,000 60 0.002 | 18,000 40 0.002 | 22,000 65 0.002
9 18,000 30 0.001 16,000 20 0.001 20,000 35 0.001
1 35,000 500 0.025 | 30,000 330 0.018 | 40,000 600 0.03
1.5 35,000 450 0.02 30,000 280 0.014 | 40,000 500 0.026 R E—
2 35,000 400 0.02 30,000 260 0.014 | 40,000 450 0.024
2.5 30,000 350 0.015 | 25,000 230 0.01 40,000 400 0.02
3 30,000 300 0.015 | 25,000 190 0.01 35,000 350 0.018
3.5 25,000 250 0.01 25,000 160 0.008 | 35,000 280 0.015
0.4 4 25,000 200 0.01 22,000 140 0.007 | 30,000 240 0.012
5 22,000 160 0.008 | 20.000 110 0.005 | 25,000 180 0.01
6 20,000 120 0.005 | 18,000 80 0.003 | 22,000 130 0.006
7 18,000 100 0.003 | 16,000 70 0.002 | 20,000 110 0.003
8 18,000 80 0.002 | 16,000 60 0.002 | 20,000 85 0.002
9 18,000 70 0.002 | 16,000 50 0.002 | 20,000 75 0.002
10 18,000 60 0.002 | 16,000 40 0.002 | 20.000 65 0.002 _
12 18,000 40 0.002 | 16,000 30 0.002 | 20,000 45 0.002
1 30,000 550 0.03 25,000 350 0.022 | 35,000 650 0.036
1.5 30,000 520 0.028 | 25,000 330 0.02 35,000 630 0.033
2 30,000 500 0.025 | 25,000 320 0.018 | 35,000 600 0.03
2.5 30,000 470 0.023 | 25,000 290 0.016 | 35,000 580 0.027
0.5 g 30,000 450 0.02 25,000 280 0.014 | 35,000 550 0.024
3.5 30,000 420 0.018 | 22,000 250 0.012 | 30,000 500 0.021
4 25,000 350 0.015 | 22,000 230 0.01 30,000 420 0.018
4.5 25,000 320 0.013 | 20,000 200 0.008 | 30.000 380 0.015
5 25,000 300 0.01 20,000 180 0.007 | 30,000 350 0.012

* 1 G2 - 272 L ZBUHIBSE. DR - EWUEEZE 80%ET NI BEESZBE LTS,

*1 Reference value for Alloy and Stainless Steels are 80% of recommended cutting conditions.
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tﬂﬁu%ﬁ:%%ﬁ Recommended Milling Conditions

R EEHW. - AT > L A, FEH
RHI Carbon Steels-Alloy Steelsx1+Stainless Prehardened Steels - 7INIZVAEE
I Work Material Steelss NAK55-NAK80-HPM-1 Copper+Aluminum Alloy
S50C-SCM,4+SKD,1+SUS .4 (~43HRC)
| awe | EEm | mumE |DonsE| oEm | 2umE | OURsE| DEM | XUEE |DU2sE
BI()Jif:; Effective Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut
— e min’! mm/min | ap mm min’! mm/min | Ap mm min” mm/min | dp mm
6 20,000 200 0.008 18,000 140 0.005 25,000 250 0.01
7 20,000 180 0.005 16,000 110 0.003 22,000 200 0.006
8 18,000 150 0.003 14,000 90 0.002 20,000 160 0.003
0.5 9 16,000 120 0.003 14,000 80 0.002 18,000 135 0.003
A v 10 16,000 100 0.002 14,000 65 0.002 18,000 110 0.002
;7: 5 12 16,000 80 0.002 14,000 50 0.002 18,000 90 0.002
7 15 16,000 50 0.002 14,000 35 0.002 18,000 55 0.002
- 1.5 30,000 600 0.035 25,000 400 0.025 35,000 700 0.04
2z i 2 30,000 600 0.035 25,000 380 0.025 35,000 700 0.04
37:; % 3 30,000 550 0.03 25,000 350 0.02 35,000 650 0.035
7‘7‘/ g 4 25,000 450 0.025 22,000 300 0.018 30,000 550 0.03
“ 5 25,000 400 0.02 20,000 240 0.014 30,000 480 0.024
6 20,000 300 0.015 18,000 200 0.01 25,000 380 0.018
0.6 7 20,000 250 0.012 16,000 150 0.008 22,000 280 0.014
8 18,000 200 0.01 15,000 130 0.007 20,000 230 0.012
I 9 18,000 180 0.008 15,000 110 0.005 20,000 200 0.009
10 16,000 150 0.005 14,000 100 0.003 18,000 170 0.006
12 14,000 120 0.003 12,000 80 0.002 16,000 130 0.003
15 14,000 90 0.002 12,000 60 0.002 16,000 100 0.002
18 14,000 60 0.002 12,000 40 0.002 16,000 70 0.002
2 30,000 650 0.04 25,000 400 0.03 35,000 750 0.05
4 25,000 500 0.03 22,000 330 0.02 30,000 600 0.04
0.7 6 20,000 350 0.02 18,000 240 0.015 25,000 450 0.03
8 18,000 280 0.015 15,000 180 0.01 22,000 350 0.02
2 10 16,000 220 0.008 14,000 150 0.005 20,000 280 0.01
3 25,000 700 0.05 22,000 500 0.03 35,000 850 0.06
4 25,000 600 0.045 22,000 400 0.03 30,000 720 0.055
5 22,000 500 0.035 20,000 350 0.025 30,000 650 0.05
— 6 20,000 450 0.03 18,000 300 0.02 25,000 560 0.04
8 18,000 350 0.02 15,000 240 0.015 22,000 430 0.025
0.8 10 16,000 300 0.01 14,000 200 0.007 20,000 380 0.012
12 14,000 250 0.008 12,000 170 0.005 16,000 290 0.01
14 12,000 200 0.005 10,000 140 0.003 14,000 230 0.006
| 16 12,000 150 0.003 10,000 110 0.002 14,000 170 0.003
20 12,000 120 0.002 10,000 80 0.002 14,000 140 0.002
24 12,000 80 0.002 10,000 50 0.002 14,000 90 0.002
4 25,000 900 0.05 22,000 600 0.035 30,000 1,000 0.06
6 20,000 600 0.04 18,000 400 0.03 25,000 750 0.05
0.9 8 18,000 500 0.03 16,000 330 0.02 22,000 620 0.04
RN R ’ 10 16,000 400 0.02 14,000 260 0.015 20,000 500 0.025
12 14,000 300 0.01 12,000 200 0.008 16,000 400 0.015
15 12,000 250 0.008 10,000 160 0.005 14,000 300 0.01
2 25,000 1,500 0.07 22,000 1,000 0.06 30,000 1,800 0.08
3 25,000 | 1,200 0.06 22,000 800 0.05 30,000 1,500 0.07
4 25,000 | 1,100 0.055 22,000 700 0.045 30,000 1,300 0.065
1 5 22,000 900 0.05 20,000 600 0.04 27,000 1,100 0.06
6 20,000 800 0.045 18,000 500 0.035 25,000 1,000 0.055
7 20,000 800 0.04 18,000 500 0.03 25,000 1,000 0.05
8 18,000 700 0.035 15,000 400 0.025 22,000 850 0.045
9 18,000 700 0.03 15,000 400 0.02 22,000 850 0.04

* 1 el - 27> L RMEIHIRE. O - XWEREE 80%F TRNIBEESEBEE LTS,

*1 Reference value for Alloy and Stainless Steels are 80% of recommended cutting conditions.
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RERH - ST .- AT > LA FEH
WHEIA Carbon Steels-Alloy Steels;+Stainless Prehardened Steels M-7INIZVAEE
Work Material Steels 1 NAK55-NAK80-HPM-1 Copper+Aluminum Alloy
S50C-SCM,1°SKD, 1 +SUS 4 (~43HRQC)

BOE Bk RRE | YIUAKE | OEH EYHE | YIVARE | OERE EEE | YIVIAKRE
AR Effective Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut
Dia.

Length

1 1

min’ mm/min | dp mm min” mm/min | dp mm min’ mm/min | dp mm —
10 16,000 600 0.025 14,000 350 0.018 20,000 750 0.03

12 14,000 500 0.02 12,000 300 0.014 18,000 650 0.025
14 13,000 400 0.015 11,000 250 0.01 15,000 450 0.018
16 12,000 300 0.01 10,000 200 0.007 14,000 350 0.012
1 18 12,000 250 0.008 10,000 150 0.005 14,000 300 0.01

20 11,000 200 0.005 9,000 120 0.003 13,000 230 0.006
22 11,000 160 0.003 9,000 100 0.002 13,000 190 0.003

25 10,000 120 0.002 8.500 80 0.002 | 12,000 140 0.002

S
27
I

7

30 | 10,000 80 | 0.002 | 8500 50 | 0.002 | 12000 | 100 | 0.002 g2
4 [ 23000 | 1,200 | 0.06 | 20000 | 800 | 0.05 | 27,000 | 1,400 | 0.07 597
6 | 20000 | 900 | 0.05 | 18000 | 600 | 0.04 | 25000 | 1,200 | 0.06 5%
8 | 18000 | 800 | 0.04 | 15000 | 500 | 0.03 | 22,000 | 1,000 | 0.05 37

1.2 10 16,000 700 0.03 14,000 450 0.02 20,000 850 0.04
12 14,000 600 0.025 | 12,000 350 0.018 | 17.000 700 0.03
16 12,000 400 0.015 | 10,000 250 0.01 14,000 450 0.02
20 10,000 300 0.01 8,000 180 0.007 | 12,000 360 0.012

6 20,000 | 1,200 0.07 16,000 720 0.06 24,000 | 1.500 0.08
8 18,000 | 1,000 0.06 14,000 580 0.05 22,000 | 1,300 0.07
10 16,000 850 0.05 13,000 520 0.04 20,000 | 1,100 0.06

1.4 12 14,000 700 0.04 12,000 450 0.03 17,000 850 0.05
14 13,000 600 0.035 | 11,000 350 0.025 | 15,000 700 0.04 -1
16 12,000 500 0.025 | 10,000 300 0.018 | 13,000 550 0.03

22 10,000 350 0.015 8,000 210 0.01 10,000 350 0.012

4 22,000 | 1,400 0.09 18,000 860 0.08 26,000 | 1,700 0.1
6 20,000 | 1,200 0.08 16,000 720 0.07 24,000 | 1,500 0.09 —
8 18,000 | 1,000 0.07 14,000 580 0.06 22,000 | 1,300 0.08

10 16,000 850 0.06 13,000 520 0.05 20,000 | 1,100 0.07

12 14,000 700 0.05 12,000 450 0.04 17.000 850 0.06
14 13,000 600 0.04 11,000 380 0.03 16,000 750 0.05 S LR
16 12,000 500 0.035 | 10,000 320 0.025 15,000 650 0.04

1.5 18 11,000 450 0.03 9,000 280 0.02 13,000 530 0.035
20 10,000 400 0.02 8,000 240 0.014 | 12,000 480 0.025
25 9.000 350 0.015 7,000 200 0.01 9,000 350 0.018

30 8,000 300 0.008 6,000 170 0.005 8,000 300 0.01

35 7,000 200 0.005 5,500 130 0.003 7.000 200 0.006 ]
38 6.700 170 0.003 5,200 110 0.002 6.700 170 0.003

40 6,500 150 0.002 5,000 90 0.002 6,500 150 0.002

45 6.000 100 0.002 4,500 60 0.002 6.000 100 0.002

6 20,000 | 1,200 0.09 16,000 720 0.08 24,000 | 1.500 0.1
8 18,000 | 1,000 0.08 14,000 580 0.07 22,000 | 1,300 0.09
10 16,000 850 0.07 13,000 520 0.06 20,000 | 1,100 0.08

12 14,000 700 0.06 12,000 450 0.05 18,000 900 0.07

1.6 14 13,000 600 0.05 11,000 380 0.04 16,000 750 0.06
16 12,000 500 0.04 10,000 320 0.03 14,000 620 0.05
18 11,000 450 0.03 9.000 280 0.025 | 13,000 530 0.035
20 10,000 400 0.025 8,000 240 0.018 | 12,000 480 0.03
26 9,000 350 0.02 7,000 200 0.014 9,000 350 0.025

* 1 5% - X7 L RTINS, OIRE - XD REE 80%F T MFEEsEEE LTS L,

*1 Reference value for Alloy and Stainless Steels are 80% of recommended cutting conditions.
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tﬂﬁu%ﬁ:%%ﬁ Recommended Milling Conditions

BRERH - ST .- AT > LA, FEH
podclll g Carbon Steels-Alloy Steels 1+ Stainless Prehardened Steels f{-T7INIS LGS
o Work Material Steels 1 NAK55-NAK80-HPM-1 Copper+Aluminum Alloy
S50C-SCM.,4+SKD.1+SUS 4 (~43HRC)
) ame | DS | XUBE |UAKE| ENES | XUBE |DUAKE | EER | EUEE | DURRE
35:? Effective Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut
— enat min’! mm/min | 3p mm min”! mm/min | Ap mm min” mm/min | dp mm
6 18,000 | 1,300 0.1 14,000 760 0.09 22,000 | 1,600 0.12
8 18,000 1,100 0.09 14,000 640 0.08 22,000 1,400 0.1
10 16,000 900 0.08 13,000 550 0.07 20,000 | 1,200 0.1
12 14,000 750 0.07 12,000 480 0.06 17,000 900 0.085
Z 1.8 14 13,000 650 0.06 11,000 420 0.05 16,000 800 0.07
;7: E 16 12,000 550 0.05 10,000 350 0.04 15,000 700 0.06
7° 18 11,000 500 0.04 9,000 310 0.03 13,000 600 0.05
20 10,000 450 0.035 8,000 270 0.025 12,000 540 0.04
2 5 g 25 9,000 400 0.025 7,000 230 0.018 11,000 480 0.03
797 % 4 16,000 | 1,500 0.13 13,000 900 0.12 20,000 | 1,850 0.15
I3z 6 | 16000 | 1,400 | 0.12 | 13000 | 850 | O.1 20,000 | 1,750 | 0.14
73 8 16,000 | 1,300 0.11 13,000 800 0.09 20,000 | 1,650 0.13
10 16,000 | 1,200 0.1 13,000 750 0.08 20,000 | 1,500 0.12
12 14,000 | 1,000 0.09 12,000 650 0.07 17,000 | 1,200 0.11
14 13,000 900 0.08 11,000 570 0.06 16,000 1,100 0.1
16 12,000 800 0.07 10,000 500 0.05 15,000 | 1,000 0.085
P2 2 18 11,000 700 0.06 9,000 430 0.04 13,000 800 0.07
20 10,000 600 0.05 8,000 360 0.035 12,000 720 0.06
25 9,000 500 0.03 7,000 300 0.02 11,000 600 0.035
30 8,000 400 0.02 6,000 220 0.014 9,000 450 0.025
- 1_ 35 7,000 300 0.01 5,500 180 0.007 7,000 300 0.012
40 6,000 200 0.005 5,000 140 0.003 6,000 200 0.006
50 5,000 150 0.003 4,000 90 0.002 5,000 150 0.003
60 4,500 100 0.002 3,500 60 0.002 4,500 100 0.002
— 8 13,000 1,400 0.15 11,000 900 0.12 16,000 1,700 0.18
10 13,000 | 1,300 0.14 11,000 800 0.11 16,000 | 1,600 0.17
12 13,000 | 1,200 0.13 11,000 750 0.1 16,000 | 1,500 0.16
14 12,000 1,000 0.12 10,000 650 0.09 14,000 1,200 0.15
N 16 11,000 900 0.1 9,000 550 0.07 13,000 | 1,100 0.12
2.5 18 10,000 800 0.09 8,000 480 0.06 12,000 950 0.11
20 9,000 700 0.08 7,000 400 0.05 11,000 850 0.1
25 8.000 600 0.05 6,000 330 0.035 10,000 750 0.06
30 7,000 500 0.03 5,500 280 0.02 8,500 600 0.035
40 6,000 300 0.015 4,500 180 0.01 6,000 300 0.018
— 50 5,000 200 0.01 4,000 120 0.007 5,000 200 0.012
8 11,000 1,500 0.2 9,000 1,000 0.16 13,000 1,800 0.24
10 11,000 | 1,400 0.18 9,000 900 0.14 13,000 | 1,700 0.22
12 11,000 | 1,300 0.16 9,000 800 0.12 13,000 | 1,600 0.2
14 11,000 | 1,200 0.14 9,000 700 0.1 13,000 | 1,400 0.17
| 16 10,000 | 1,000 0.12 8,000 600 0.09 12,000 | 1,200 0.15
3 18 10,000 900 0.11 8,000 550 0.08 12,000 | 1,100 0.13
20 9,000 800 0.1 7,000 450 0.07 11,000 | 1,000 0.12
25 8,000 700 0.08 6,000 380 0.06 10,000 900 0.1
30 7,000 600 0.06 5,000 300 0.045 8,500 730 0.07
35 6,000 500 0.03 4,500 260 0.02 7,200 600 0.035
40 5,000 400 0.025 4,000 220 0.018 6,000 480 0.03
50 4,500 300 0.015 3,500 180 0.01 4,500 300 0.018

* 1 5% - 272 L MEUEIRSE. D& - XDEEE 80%F T NI LEESSBEE LTS,

*1 Reference value for Alloy and Stainless Steels are 80% of recommended cutting conditions.
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R ST, AT > LA, HEH
HRHI Carbon Steels-Alloy Steels«;+Stainless Prehardened Steels - 7IIZVAEE
Work Material Steels 1 NAK55-NAK80-HPM-1 Copper+Aluminum Alloy I
S50C-SCM.,.1+SKD,1+SUS ., (~43HRC)
EE O3 EEE | PIUIAKE | O#EE EUEE | YIVAKE | O EVERE | YIUIAKRE
AR Effective Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut
Dia. Length
min” mm/min | Ap mm min” mm/min | Adp mm min” mm/min | dp mm
12 8,000 | 1,500 0.3 6,000 850 0.25 10,000 | 1,900 0.36
16 8,000 | 1,400 0.25 6,000 800 0.2 10,000 | 1,800 0.3
20 8,000 | 1,300 0.2 6,000 730 0.15 10,000 | 1,600 0.24
25 7,000 | 1,100 0.15 5,000 600 0.1 8,500 | 1,300 0.18
4 30 7,000 | 1,000 0.12 5,000 540 0.08 8,500 | 1,200 0.15 77(
35 6.000 800 0.1 4,500 450 0.07 7,200 | 1,000 0.12 e
40 5,000 600 0.08 4,000 360 0.06 6,000 720 0.1 7
45 4,500 500 0.06 3,500 300 0.04 5,400 600 0.07 T
50 4,000 400 0.04 3,000 220 0.03 4,800 480 0.05 §Z .57
60 3,500 300 0.02 2,500 160 0.014 4,200 360 0.025 2 g;
16 6,000 | 1,400 0.35 4,500 800 0.3 7,200 | 1,700 0.42 E 7"77
20 6,000 | 1,300 0.3 4,500 730 0.25 7,200 | 1,600 0.36 -
25 6,000 | 1,200 0.25 4,500 680 0.2 7,200 | 1,500 0.3
5 30 5,000 900 0.2 4,000 540 0.15 6,000 | 1,100 0.24
35 5,000 800 0.15 3,500 420 0.1 6,000 | 1,000 0.18
40 4,000 600 0.1 3,000 340 0.07 4,800 720 0.12 |
50 3,500 450 0.07 2,500 240 0.05 4,200 540 0.085
60 3,000 350 0.04 2,200 200 0.03 3,600 420 0.05
20 5,000 1,200 0.4 3,500 630 0.35 6,000 1,500 0.48
30 4,000 900 0.35 3.000 500 0.3 4,800 | 1,100 0.42
6 40 3,500 650 0.25 2,700 380 0.2 4,200 780 0.3
50 3,000 500 0.15 2,200 280 0.1 3,600 600 0.18
60 2,700 400 0.05 2,000 220 0.04 3,200 480 0.06
* 1 G2 - 272 L AMUEHIREE. OIRE - XD REZE 80%ET M EZSEEE LTS L. —
%1 Reference value for Alloy and Stainless Steels are 80% of recommended cutting conditions.
KMAYHIRHESEETT . EEONIRS ROEBERE C TUHIRGZREEL TS0,
XERAHKED Ap FIAHRIERLUET .
XEDHPEIE. REIA - IRREEZZRL. BUBELOZEFEALTIEE L,
KRV E LT BB UHIBOIEHB RO < TOHHICTHERL T IES L,
¥ ZWIARBEO 7 FO—FHEE LT Z>7 (1ER) TOUBENIZH2HLET .
MEEVHIZSEDLFT .
¥ LEWR)/DHER) A5 U LEDBE. BHROBVIETOAC NENIzHEHLET,
XEEUDRET ZBEE. OBEHEEVEREZFCIGTIITILEEV, Foo FHORHNTE) BVEEE
BERICRICAE TRF TS,
0.5 Fmdr W LEWR)/DFER)H 15 U EDBE. IERK - ERMEME CKD . KIBOREAEZNE
ETBRHBONBUET,
& £ $TERHEUEN Y v IRDSBEHZ 256, -7 Fv v IDORNBESDRET. NBLEGRAEE
fotes MNEETBHBENHVET., TOREF. OEHERXVREZRBLIGTRTEREL T, tHIERHFZRAEL T
EEW,
%These recommended cutting conditions indicate just reference. It should be adjusted according to milling shape and
machine type.
xdp:Axial Depth of Cut. T
3Select a cutting fluid appropriate to work material, milling shape and machining content.
3Coolant supply and chip disposal in the deep portion are very important.
3Recommend to apply ramping for approaching into axial direction.
3Recommend reciprocating cutting.
#Recommend guide slotting process with short neck tool before milling with L/D 5 time or longer neck tool.
3Reduce both spindle speed and feed at same rate for chattering and also for insufficient spindle speed of a machine.
*¥Major adjustment of milling conditions appropriately on milling profile, machine tool and etc. required for the tools
smaller than Dia. 0.5mm, or L/D 15 times longer.
*¥Major adjustment of milling conditions, e.g. adjust spindle and feed speed at same rate, required on condition of a tool
overhang length exceeding a shank diameter 5 times due to possible accuracy impact by chuck runout etc.
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