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MHRHA430

tﬂﬁu%ﬁ:%%ﬁ Recommended Milling Conditions

BRI H - S E S BEANG HEANG NA R
) Carbon Steels-Prehardened Steels Hardened Steels Hardened Steels High Speed Tool Steels
Work Material || S50C-NAK55-NAK80-HPM-1 HPM-38-STAVAX-SKD61 SKD11-PD613
(~43HRC) (~55HRC) (~62HRC) (~65HRC)
e | e | B SER| DUALE | BB || UVAAE | OEN |28 DU2ME | DR | D0AsE
Di{: (IS lispindlespeed | Feed | Depthof Cut [spindleSpeed| Feed | Depth of Cut [SpindieSpeed| Feed | Depth of Cut [spindlespeed| Feed | Depth of Cut
e min™ | mm/min | Gpmm |demm| min™ | mwmin [Apmm|demm| min™ | mmwmin |dpmm | Semm| min™ | mw/min | Qpmm | de mm
4 | 25,000 |2,000(0.05 | 0.6 | 23000 |1800/0.04 | 0.5 | 18,000 |1600{0.03 | 0.4 | 14,000 |1000{0.02 |03
i 6 | 20,000 |1,800/0.03 | 0.6 | 18,000 |1,400/0.02 | 0.5 | 14,000 |1,200{0.01 | 0.4 | 10,000 | 800/0.007| 0.3
8 | 18,000 |1,600/0.03 | 0.6 | 16,000 |1,200/0.02 | 0.5 | 12,000 |1,000({0.01 | 0.4 | 8000 | 680/0.005| 0.3
10 | 16,000 | 1,200{0.02 | 0.6 | 14,000 |1,000{0.01 | 0.5 | 10,000 | 800(0.007| 0.4 | 6,000 | 500{0.005| 0.3
6 | 20,000 |1,800|0.04 | 0.7 | 18,000 |1,400/0.03 | 0.6 | 14,000 | 1,200{0.02 | 0.5 | 10,000 | 800(0.01 | 0.4
12 8 | 18,000 |1,600|0.04 | 0.7 | 16,000 |1,200/0.02 | 0.6 | 12,000 | 1,000{0.01 | 0.5 | 8,000 | 680(0.007| 0.4
10 | 16,000 | 1,200{0.03 | 0.7 | 12,000 | 1,000{0.02 | 0.6 | 10,000 | 850/0.01 | 0.5 [ 8,000 | 600]|0.005| 0.4
12 | 14,000 | 1,200{0.02 | 0.7 | 10,000 | 1,000{0.01 | 0.6 | 9,000 | 800(0.007| 0.5 | 7,000 | 500|0.005| 0.4
6 | 23,000 |2000/0.06 | 0.9 [ 20,000 |1600/0.04 | 0.75| 18,000 | 1,400{0.03 | 0.6 | 14,000 | 1,00010.02 | 0.45
8 | 20,000 |1,800/0.06 | 0.9 | 18,00 |1,200/0.03 | 0.75 | 14,000 | 1,200({0.03 | 0.6 | 10,000 | 750/0.01 | 0.45
15 10 | 20,000 | 1,600/0.04 | 0.9 | 16,000 | 1,000{0.03 | 0.75 | 14,000 | 1,000{0.02 | 0.6 | 10,000 | 700/0.01 | 0.45
12 | 16,000 | 1,400{0.04 | 0.9 | 14,000 | 1,000{0.02 | 0.75 | 12,000 | 850(0.02 | 0.6 | 8000 | 620/0.007| 0.45
14 | 14,000 | 1,200{0.03 | 0.9 | 12,000 | 800{0.02 | 0.75 | 10,000 | 750{0.01 | 0.6 | 7,500 | 500/0.007| 0.45
16 | 12,000 | 1,000{0.02 | 0.9 | 10,000 | 720{0.01 | 0.75| 9,000 | 600/0.007| 0.6 | 6,800 | 400/0.005| 0.45
6 | 20,000 |2,000{0.07 |1 18,000 | 1,800{0.05 | 0.9 | 15,000 | 1,500/0.04 | 0.7 [ 12,000 | 1,200/0.03 | 0.5
8 | 18,000 | 1,800{0.06 | 1 16,000 | 1,600{0.04 | 0.9 [ 12,000 | 1,200/0.03 | 0.7 [ 9500 | 1,000{0.02 | 0.5
10 | 16,000 | 1,600{0.06 | 1 14,000 | 1,400{0.04 | 0.9 | 12,000 | 1,000/0.03 | 0.7 [ 9500 | 900|0.02 | 0.5
1.8 12 | 14,000 | 1,400{0.05 | 1 12,000 | 1,200{0.03 | 0.9 [ 10,000 | 1,000/0.02 | 0.7 [ 8200 | 800|0.01 | 0.5
14 || 14,000 | 1,400{0.05 | 1 12,000 | 1,200{0.03 | 0.9 | 10,000 | 860/0.02 | 0.7 [ 8200 | 720|001 | 0.5
16 || 12,000 |1,200(0.04 | 1 10,000 | 1,000{0.02 | 09 | 9200| 800({0.01 |07 | 7500| 680]0.007| 0.5
18 | 10,000 | 1,000|0.04 | 1 9,200 | 820(0.02 | 09 | 8500| 740({0.01 |07 | 6,000| 640]0.007| 0.5
6 | 20,000 |2,000{0.08 | 1.2 | 18,000 |1,800{0.06 | 1 15,000 | 1,500{0.05 | 0.8 | 12,000 | 1,200{0.03 | 0.6
8 | 18,000 |1,800/0.07 | 1.2 | 16,000 | 1,600{0.05 | 1 12,000 | 1,200/0.04 | 0.8 [ 9,500 | 1,000|0.02 | 0.6
10 || 16,000 | 1,600{0.06 | 1.2 | 14,000 |1,400{0.05 | 1 12,000 [ 1,000(0.04 | 0.8 | 9,500 | 900|0.02 | 0.6
) 12 | 14,000 | 1,400/0.05 | 1.2 | 12,000 | 1,200{0.04 | 1 10,000 | 1,000(0.03 | 0.8 | 8200 | 800/0.01 | 0.6
14 | 14,000 | 1,400/0.04 | 1.2 | 12,000 | 1,200{0.03 | 1 10,000 | 860(0.02 | 0.8 | 8200 | 720/0.007| 0.6
16 | 12,000 | 1,200/0.04 | 1.2 | 10,000 | 1,000{0.03 | 1 9,200 | 800({0.02 | 0.8 | 7,500 | 680(0.007| 0.6
18 | 10,000 |1,000{0.03 | 1.2 | 9,200 | 820]{0.02 | 1 8500 | 740(0.01 | 0.8 | 6,000 | 640(0.005| 0.6
20 || 10,000 | 800{0.03 | 1.2 | 9200| 760[0.02 |1 8500 | 680(0.01 | 0.8 | 6,000| 520/0.005| 06
8 | 16,000 |2,000/0.08 | 1.5 | 14,000 | 1,600/0.07 | 1.25 | 10,000 | 1,400{0.05 | 1 8,000 | 1,000/0.03 | 0.75
12 || 14,000 | 1,600{0.07 | 1.5 | 12,000 | 1,400{0.06 | 1.25| 9,600 | 1,200{0.04 | 1 7500 | 960/0.02 | 0.75
25 16 | 12,000 | 1,400{0.06 | 1.5 | 10,000 | 1,200{0.05 | 1.25 | 8,500 | 1,000/0.02 | 1 7,000 | 800/0.01 | 0.75
20 || 10,000 | 1,200{0.06 | 1.5 | 8200 1,000{0.05 | 1.25| 7,500 | 1,000{0.02 |1 5000 | 800{0.01 | 0.75
25 8,000 | 1,000{0.05 | 1.5 | 7,000| 800/0.03 | 1.25| 6500 | 680{0.01 |1 4500 | 550/0.005| 0.75




SRR - SHERSH BEANGE BEAN NT R
I Carbon Steels+Prehardened Steels Hardened Steels Hardened Steels High Speed Tool Steels
Work Material || S50C-NAK55-NAK80 HPM-1 HPM-38-STAVAX-SKD61 SKD11-PD613 I
(~43HRC) (~55HRC) (~62HRC) (~65HRC)
BWE CEREy | &VRE | UIVIAKE | OERE | RUEE | YIVIAKE | OERE (2UEE | YIVIAKRE | OEH | 2VEE | YIWIAKRE
R Eff:ctive Spindle Speed | Feed | Depth of Cut [SpindleSpeed| Feed | Depth of Cut [SpindleSpeed| Feed | Depth of Cut [SpindleSpeed| Feed | Depth of Cut
Dia. Length
min™ | mm/min | Gpmm | demm [ min™ | mw/min | Apmm | demm| min” | mwmin | dpmm [ demm| min™ | mw/min | 3p mm | de mm
8 16,000 | 2,000(0.15 | 1.8 | 14,000 | 1,800{0.1 1.5 [ 10,000 | 1,600{0.07 | 1.2 8,000 | 1.200/0.05 | 0.9
12 || 14,000 | 1,800{0.1 1.8 112,000 | 1,600{0.08 | 1.5 9,200 | 1,400{0.06 | 1.2 7,200 1,000{0.04 | 09
3 16 || 12,000 | 1,600{0.08 | 1.8 | 10,000 | 1,400(0.07 | 1.5 8,500 | 1,200{0.05 | 1.2 6,500 | 800{0.03 | 09

20 | 10,000 | 1,600{0.08 | 1.8 | 9,000 |1400{0.07 | 1.5 | 7.800]1.200{0.04 | 1.2 | 5800 | 800{0.02 |09
25 9,000 | 1,400(0.07 | 1.8 | 8200 |1.200{0.06 | 1.5 | 7,000]1000{0.03 | 1.2 | 5000 720{0.01 | 0.9
30 8,000 | 1,400(0.05 | 1.8 | 7,000 |1.200{0.03 | 15 | 6500 1000{0.02 | 1.2 | 4500 | 650{0.007| 0.9
12 | 12,000 |2,000{0.2 | 25 | 9500 |2000/0.15 | 2 8,000 | 1,600/10.08 | 1.6 | 7,000 |1,000{0.06 | 1.2
16 | 10,000 | 2,000{0.15 | 25 | 8,000 | 1,.800/0.1 | 2 7.000 | 1,400/0.06 | 1.6 | 6,000 |1,200{0.05 | 1.2
20 8,500 | 1,800(0.12 | 25 | 7,00 |1,600{0.08 | 2 6,500 | 1,200/ 0.05 | 1.6 | 5500 |1,000{0.04 | 1.2
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4 25 8,000 | 1,600{0.1 | 25 | 6,000 | 1,400{0.07 5200 | 1,200/10.04 | 1.6 | 4500 |1,000{0.03 | 1.2
30 6,800 | 1,400(0.08 | 25 | 43800 | 1,000{0.05 4200 | 850/10.03 | 1.6 | 3500| 6200.02 | 1.2
35 5500 | 1,000{0.07 | 25 | 4200| 880(0.04 3800 | 72010.02 | 1.6 | 3.000| 550(0.01 | 1.2
40 4,000 | 860[0.05 | 25 | 3600| 720003 |2 3000 | 600/0.01 | 1.6 | 2500| 400/0.007| 1.2
16 || 10,000 | 2,000|0.2 | 3 7,000 | 1,800(0.12 | 25 [ 5500 | 1,600/0.08 | 2 4500 | 1,00010.06 | 1.5

5 25 || 8000 1600[0.15 | 3 5800 | 1,400/0.07 | 25 | 4200 1,200[0.05 | 2 3,000 | 800/0.03 | 1.5
35 | 6000120001 |3 4200 | 900/0.05 | 25 | 3500| 800/0.03 |2 2500 | 600/0.02 | 15
50 | 3500| 750/007 |3 2800 | 620/003 | 25 | 2500| 500[0.02 | 2 1,500 | 350001 | 15 7= Z
20 | 8000]2000/025 | 4 6,500 | 1,600/0.18 | 3 4500 | 1,400{0.08 | 2.4 | 3500| 920/0.06 | 1.8
6 30 | 7000{160002 |4 4500 1,200/012 | 3 3,500 | 1,000[0.06 | 2.4 | 2500 | 660(0.04 | 1.8
40 | 4500 |1,200[0.15 | 4 3,000 | 1,000{0.08 | 3 2500 | 800[0.03 |24 | 2000| 550/0.02 |18
50 | 3000| 850[0.1 |4 2,500 | 700(0.05 |3 2,000 | 500[0.02 | 24 | 15500| 380/0.01 |18
MATHIR S ZETT . RREOMTIRS & OEREHSC THMIRAEEREL TS0,
HYRAZBOD. Ap FRAKES. Ae FYUAKBERLET,
SBEE ANIIEEII TS 318813, ATLIANT—S5> haPBHLET,
K ZPAKRBOT7 TO—FHEE LT AUBIL () ROS>F (1ER) COUEMNIESRHLET.
% LIBHE) /D (AR A 8 54 B2 HISEIITEEHI DR EES S0%LUTF. IURAKE : de % 30%BLUTICHELTL
EEL,
HEBTMIE. UMISRERESECYURAKE : Ap ROREWEEE S0%LUTICREL. FHETNEPEHLET.
® = H¥ECUNRET B S, OEESEVREEB LIS TRI T ATV, £, THOHEMAEY BV ESEFRICAL
otes AETRFTILET L,

3% These recommended cutting conditions indicate just reference. It should be adjusted according to milling shape and machine type.
sdp:Axial Depth of Cut, de:Radial Depth of Cut.

3Recommend to use oil mist coolant for machining hardened steel.

3Recommend to apply herical or ramping for approaching into axial direction.

3 Ad]just feed rate 50% lower and cutting depth (de) 30% lower for milling deep wall area. When L/D exceeds 8 for stable milling.
#For slotting, recommend reciprocating milling by adjusting feed & Ap in below 50% of recommended milling condition.
3Reduce both spindle speed and feed at same rate for chattering and also for insufficient spindle speed of a machine.
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