SSE400-SSE600

% tﬂﬁu%ﬁ:%%ﬁ Recommended Milling Conditions
BEAN FEAN N1 R
EIAA Hardened Steels Hardened Steels High Speed Tool Steels
Work Material HPM-38-STAVAX-SKD61 SKD11 SKH
(~55HRC) (~62HRC) (~65HRC)
PVAKE |RURE| OES | DURAGE | XURE| DM | OUAKE | RURE| D&
Pard EE;J{E Depth of Cut Feed Spindle Speed Depth of Cut Feed Spindle Speed Depth of Cut Feed Spindle Speed
; ective
o tength | 3o mm | @emm | mm/min | min' | @pmm | demm | mm/min | min' | @pmm | demm | mm/min | min’
01 0.2 0.001 | 0.002 | 250 | 40,000 |0.001 | 0.002 | 200 |40,000|0.001 |0.002 | 150 | 40,000
) 0.5 0.001 | 0.002 | 200 | 40,000 [ 0.001 | 0.002 | 150 | 40,000 |0.0017 |0.001 100 | 40,000
0.2 0.4 0.003 | 0.002 | 400 | 40,000 ]0.002 | 0.002 | 300 | 40,000 [0.002 |0.002 | 200 | 40,000
) 1 0.003 | 0.002 | 300 | 40,000 |0.002 | 0.002 | 200 | 40,000 |0.002 | 0.002 | 100 | 40,000
03 0.5 0.005 | 0.003 | 600 | 40,000 |0.004 | 0.003 | 400 | 40,000 |0.003 |0.003 | 400 | 40,000
) 1.5 0.005 | 0.002 | 500 | 40,000 [ 0.004 | 0.002 | 300 | 40,000 |0.003 |0.002 | 200 | 40,000
0.4 0.8 0.007 | 0.004 | 700 | 40,000 | 0.005 | 0.003 | 600 {40,000 |0.003 |0.003 | 600 | 40,000
) 2 0.007 | 0.003 | 600 | 40,000 | 0.005 | 0.002 | 400 | 40,000 |0.003 | 0.002 | 400 | 40,000
05 1 0.01 |0.005| 800 | 40,000 |0.007 |0.003 | 700 {40,000 |0.005|0.003| 600 | 40,000
) 2.5 0.01 |0.004 | 800 | 40,000 |0.007 | 0.002 | 500 | 40,000 |0.005 |0.002 | 400 | 40,000
06 1.2 0.01 | 0.005| 800 | 40,000 ]0.007|0.003| 700 {40,000]0.005|0.003| 600 |40,000
) 8 0.01 |0.004 | 800 | 40,000 ]0.007 |0.002 | 500 |40,000]|0.005|0.002 | 400 | 40,000
0.8 1.5 0.01 |0.005| 800 | 40,000 |0.007 |0.004 | 800 |40,000|0.005]|0.004| 700 | 40,000
) 3.5 0.01 |0.004 | 800 | 40,000 |0.007 | 0.003 | 600 | 40,000 |0.005 |0.003 | 500 | 40,000
1 2 0.01 |0.006 | 800 | 40,000 ]0.007 | 0.006 | 800 {40,000 )0.005|0.006 | 800 |40,000
5) 0.01 |0.005 | 800 | 40,000 |0.007 | 0.005| 600 | 40,000 |0.005 |0.005| 600 | 40,000
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Notes 3 Depth of Cut is the maximum effective value for the contour line tool path.
#ap: Axial Depth of Cut, ae: Radial Depth of Cut.
3Recommended oil mist coolant.
¥Minimize a possible tool overhang length.
— ¥ Minimize chucking runout. (Recommend to measure actual runout of activated spindle speed.)
¥For the reference value, when finishing process of bottom surface, reduce the feed approx. 50% of the recommended
milling conditions and Depth of Cut (@p): 0.00Tmm for Dia. 0.Tmm, up to 0.002mm for Dia. 0.2mm and 0.3mm, for Dia. 0.4
to Tmm, up to 0.003mm, (ae): Dia. x 0.05mm.
e Technical Data 1
SFRE&E T )L Flow Channel Model

- #ZEI%4 : HAP40 64HRC  Material : HAP40 64HRC
e J—=Z NI AACIZIAKN  Coolant: Oil mist
- $SP0TRSRT : 7 BFRE 30 9 Total cutting time : 7hr 30min

LT B ) FRER ) (274%) thft B Sttt | EEdt LT
Process Pre-roughing | Roughing (2 pcs) | Semi-finishing | Contour line finishing | Bottom finishing
EHIE MHRH430 MHRH430 SSR200
Tool $2.5%8 01x4 | $1XR0.02X1 SSE600 01x2
DOIFRE [min']
S Imin 8,000 20,000 30,000
sl = 1,000 600 300 90
ee ’
P Ame apxaelmml | 0.03x0.75 | 0.02x03 |0009%201™0.005x0.005| 0.001x0.5

=74 X:40X20mm (A RS 0.5mm) -

- : . AILESRS 139 165”5445 18¥RE185 485155
Work Size :4020mm Cutting depth :0.5mm Cutting time 13min Thr44min Thr18min 4hr15min

B-004



