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. %ﬁtﬂﬁu%ﬁ:i Recommended cutting conditions
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When using the 2-flute model, set feed rate only to 50% of the value below as a general criteria. Further, it is not recommended to use the 2-flute model for cutting materials with hardness of 55HRC.
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Work material (Hardness) Cutting Conditions| ¢2xr0.5 | 3%r0.8 | ¢4xr1 | §5%r1.2 | 96X%r1.5 | ¢8%r2 | @10%xr2 | ¢12%xr2
S8k - esail - S5 EEGEK min” 12,000 8,000 6,000 4,800 4,000 3,000 2,400 2,000
Cast iron, Carbon steels, Alloy Steels | 3EDEE mm/min 5,380 6,050 6,380 6,380 6,720 6,720 6,720 6,380
(150~250HB) ap mm 0.12 0.19 0.24 0.29 0.36 0.48 0.48 0.48
FC, S50C, SCM e mm 0.5 0.7 1 1.3 1.5 2 3 4
TEM [EIEEEL min'! 11,000 7,400 5,600 4,500 3,700 2,800 2,200 1,900
Tool Steels EDERE mm/min 4,510 5,110 5,450 5,470 5,680 5,730 5,630 5,540
(25~35HRC) ap mm 0.12 0.19 0.24 0.29 0.36 0.48 0.48 0.48
SUS304, SKD ae mm 0.5 0.7 1 1.3 1.5 2 3 4
TUIN—REE [TIEEEL min” 10,000 6,900 5,200 4,100 3,400 2,600 2,100 1,700
Pre-hardened Steels EDIEE mm/min 3,200 3,730 3,950 3,900 4,080 4,160 4,200 3,880
(35~45HRC) ap mm 0.12 0.19 0.24 0.29 0.36 0.48 0.48 0.48
NAK80, CENAI ae mm 0.5 0.7 1 1.3 1.5 2 3 4
185 A NS [EEREL min”' 8,000 5,300 4,000 3,200 2,700 2,000 1,600 1,300
Hardened Steels EDHEE mm/min 2,560 2,860 3,040 3,040 3,240 3,200 3,200 2,960
(45~55HRC) ap mm 0.08 0.13 0.17 0.20 0.25 0.34 0.34 0.34
SKD61, SKT4 ae mm 0.5 0.7 1 1.3 1.5 2 3 4
1A NSE [SIEREL min™ 8,000 5,300 4,000 3,200 2,700 2,000 1,600 1,300
Hardened Steels EDIEE mm/min 1,275 1,425 1,525 1,525 1,625 1,600 1,600 1,488
(565~60HRC) ap mm 0.06 0.10 0.12 0.14 0.18 0.24 0.24 0.24
SKD11, SKH51 ae mm 0.5 0.7 1 1.3 1.5 2 3 4
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[Note] ‘:\D Use a highly rigid and accurate machine as possible.

(2) Use the appropriate coolant for the work material and machining shape.
(3) These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine

and work-piece conditions.

(@) If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
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