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Recommended cutting conditions

4 flutes, Square, Straight

{AIELIE] side milling _
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Castiron, Carbon steels, Alloy steels Tool steels Pre-hardened steels Hardened steels Castiron, Carbon steels, Alloy steels Tool steels Stainless steels Pre-hardened steels Hardened steels
i@ (150~250HB) | (25~35HRC) (35~45HRC) (45~55HRC) || (1560~250HB) | (256~35HRC) (35~45HRC) (45~55HRC)
E FC.S50C.SCM SKD NAK80.CENA1 | SKD61.SKT4 || FC.S50C.SCM SKD SUs NAK80.CENA1 | SKD61.SKT4
;E hAd ap=1.0Dc ap=1.0Dc ap=1.0Dc ap=1.0Dc ap=1.0Dc ap=1.0Dc ap=1.0Dc ap=1.0Dc ap=1.0Dc
Y 2e=0.50c 2.=0.3750¢ 26=0.250¢ 2e=0.1250c¢ 2e=0.50c 2.=0.3750¢ 2.-0.3750¢ 2.=0.25Dc¢ 2.=0.125D¢
l: NRDc | BEHn [EOREvi| EEREn | XDREvi| BlERMn [ROREvi| BIEE N [EOREv|| BEHn [EOREv| EERE 0 | XDREvi| BlEMn |ROREvi| BEEn | EOREvi| BlEREn | XOREv
- Tool dia.(mm)| min mm/min min”! mm/min min” mm/min min” mm/min min? mm/min min” mm/min min”! mm/min min” mm/min min” mm/min
b @6 | 8,000| 1,380 | 7,200 | 1,000 | 6,400 710 | 5,600 500 || 7,400 | 1,280 | 6,600 910 | 6,600 270 | 5,800 640 | 5,000 440
=z ¢8| 6,000 1,460 | 5,400 | 1,050 | 4,800 750 | 4,200 520 || 5,600 | 1,360 | 5,000 970 | 5,000 290 | 4,400 680 | 3,800 470
2 ¢10| 4,800 | 1,460 [ 4,300 | 1,050 | 3,800 740 | 3,300 510 || 4,500 | 1,370 | 4,000 970 | 4,000 290 | 3,500 680 | 3,000 470
T ¢12| 4,000 1,380 | 3,600 | 1,000 [ 3,200 710 | 2,800 500 || 3,700 | 1,280 | 3,300 910 | 3,300 270 | 2,900 640 | 2,500 440
? ¢16 | 3,000| 1,310 [ 2,700 940 | 2,400 670 | 2,100 470 (| 2,800 | 1,220 [ 2,500 870 | 2,500 260 | 2,200 610 | 1,900 420
ij $20 | 2,400 | 1,150 [ 2,100 810 | 1,900 580 | 1,700 420 || 2,200 | 1,060 | 2,000 770 ] 2,000 230 | 1,800 550 | 1,500 370
I .
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5k Rl - o2 T8 TUN—RHE AN o g ] TEH AT RS TUN—RH AN
Castiron, Carbon steels, Alloy steels Tool steels Pre-hardened steels Hardened steels Castiron, Carbon steels, Alloy steels Tool steels Stainless steels Pre-hardened steels Hardened steels
(150~250HB) | (25~35HRC) (85~45HRC) (45~55HRC) || (150~250HB) [ (25~35HRC) (35~45HRC) (45~55HRC)
FC.S50C.SCM SKD NAK80.CENA1 | SKD6B81.SKT4 || FC.S50C.SCM SKD SuUs NAK80.CENA1 | SKD6B1.SKT4
DeTr: :") cut ap=1.0Dc ap=0.8Dc ap=0.5Dc ap=0.2Dc ap=1.0Dc ap=0.8Dc ap=0.8Dc ap=0.5Dc ap=0.2Dc
T?ﬁ%Dc B n ED?@W EE8n EOi;EEw [EEREn i%bi;igvf [E%R5 n iiDi;EEvf Bl 4] ED?EW BN iibi;igvr Bk 4 i%bi;igvr Bl iiDi;EEvf Sk iiDi;iEw
ool dia.(mm)} min-' mm/min min”' mm/min min”' mm/min min”' mm/min min’ mm/min min” mm/min min”' mm/min min”' mm/min min! mm/min
@6 | 6,900 950 | 6,100 670 | 5,300 470 | 4,500 320 || 6,400 880 | 5,600 620 | 5,600 190 | 4,800 420 | 4,000 280
@8 | 5,200 1,010 | 4,600 720 | 4,000 500 | 3,400 340 || 4,800 930 | 4,200 650 | 4,200 200 | 3,600 450 | 3,000 300
@10 | 4,100 | 1,000 | 3,700 720 | 3,200 500 | 2,700 340 || 3,800 920 | 3,300 640 | 3,300 190 2,900 450 | 2,400 300
@12 | 3,400 940 | 3,100 690 | 2,700 480 | 2,300 330 || 3,200 880 | 2,800 620 | 2,800 190 2,400 420 | 2,000 280
@16 | 2,600 910 | 2,300 640 | 2,000 450 | 1,700 300 || 2,400 840 | 2,100 580 | 2,100 170 | 1,800 400 | 1,500 270
@20 | 2,100 810 | 1,800 550 | 1,600 390 | 1,400 280 || 1,900 730 | 1,700 520 | 1,700 160 | 1,400 340 | 1,200 240
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Castiron, Carbon steels, Alloy steels Tool steels Pre-hardened steels Hardened steels Castiron, Carbon steels, Alloy steels Tool steels Stainless steels Pre-hardened steels Hardened steels
(150~250HB) | (25~35HRC) | (35~45HRC) | (45~55HRC) [| (150~250HB) [ (25~35HRC) (85~45HRC) | (45~55HRC)
FC.S50C.SCM SKD NAK80.CENA1 | SKD61.SKT4 || FC.S50C.SCM SKD SUs NAK80.CENA1 | SKD61.SKT4
A 30T 15T 15T 5T 20°LIT 10°LLF 5T 10T 5T
angle’ 30° or less 15° or less 15° or less 5" or less 20° or less 10° or less 5or less 10° or less 5 or less
T7IiZ§Dc ) Iﬁliﬁ?‘ﬁln iibi;SEW @E_%ﬁln %D?Ew @?ﬁ%ﬂn iibi;ifgw Iﬁliﬁ?‘ﬁln iibi;SEW @?ﬁ%ﬂn iib?fgw Iﬁliﬁ%ﬂn %Di?ﬁw @iﬁﬁ‘ﬁln EO?EW Iﬁlﬁfi?‘ﬂn iib?fgw Iﬁliﬁ%ﬂn %Di?ﬁw
¢6 | 6,900 750 | 6,100 530 ] 5,300 370| 4,500 250 || 6,400 690 | 5600 480) 5600| 140 4,800| 330 4,000 220
¢8 | 5,200 790 | 4,600 560 | 4,000 390 | 3,400 260 || 4,800 730 | 4,200 510) 4,200 150 | 3,600 350 | 3,000 230
@10 | 4,100 780 | 3,700 560 [ 3,200 390 [ 2,700 260 || 3,800 720 | 3,300 500 | 3,300 150 | 2,900 350 | 2,400 230
@12 3,400 730 | 3,100 540 [ 2,700 370 | 2,300 250 || 3,200 690 [ 2,800 480 | 2,800 140 | 2,400 330 | 2,000 220
@16 | 2,600 710 | 2,300 500] 2,000] 350 1,700 240 || 2,400 650 2,100 460) 2,100 140 1,800| 310 1,500 210
$20 | 2,100 630 | 1,800 430 1,600 310] 1,400 220 || 1,900 570] 1,700 410] 1,700] 120 | 1,400 270 | 1,200 180
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% Type R is not recommendable for milling stainless steel or Ti alloy.

(@ Use a highly rigid and accurate machine as possible.

() 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.

N ote (@ Please use rpm and 1/3 those of slotting cutting conditions respectively for Z plunging.

(GPlease ensure that air blow or coolant is correctly positioned in order to remove the chip

immediately.

(®In order to avoid clamping looseness, Please adjust cutting conditions according to type
of machine center and holder.




