DHR237R

HISHEER

Recommended Milling Conditions

T HEE 557
Work Material Copper Copper Tungsten (W70%-Cu30%)
) | L), | TR | mmEs YIRS EMIEE | A RS
K3 7#& @4:15 EEN D(4ME) Spindle Speed Feed Depth of Cut Spindle Speed Feed Depth of Cut
Long Neck Dia. Corner Radius | Under Neck Length U/D — - — -
min’' mm/min | dpmm de mm min’' mm/min | dpmm de mm
0.5 2.5 | 40,000 400 0.01 0.1 36,000 360 0.009 0.09
o 0.02 1 5 40,000 320 0.008 0.1 36,000 | 280 0.007 | 0.09
Coating 0.2 1.5 7.5 | 30,000 180 0.005 0.1 27,000 160 0.005 0.09
0.5 2.5 | 40,000 400 0.03 0.1 36,000 360 0.027 0.09
0.05 1 5 40,000 320 0.02 0.1 36,000 280 0.018 0.09
1.5 7.5 | 30,000 180 0.01 0.1 27,000 160 0.009 | 0.09
1 3.3 | 40,000 480 0.01 0.15 | 36,000 420 0.009 0.14
0.02 1.5 5 40,000 360 0.008 0.15 | 36,000 320 0.007 0.14
03 2 6.7 | 30,000 240 0.005 0.15 | 27,000 210 0.005 0.14
’ 1 3.3 || 40,000 480 0.03 0.15 | 36,000 | 420 0.027 | 0.14
0.05 1.5 5 40,000 360 0.024 0.15 | 36,000 320 0.022 0.14
2 6.7 | 30,000 240 0.018 0.15 | 27,000 210 0.016 0.14
1 2.5 | 40,000 640 0.01 0.2 36,000 580 0.009 0.18
0.02 2 5 40,000 560 0.01 0.2 36,000 500 0.009 | 0.18
3 7.5 | 30,000 420 0.008 0.2 27,000 380 0.007 0.18
4 10 30,000 360 0.005 0.2 27,000 320 0.005 0.18
1 2.5 | 40,000 640 0.03 0.2 36,000 580 0.027 0.18
04 0.05 2 5 40,000 560 0.024 | 0.2 36,000 500 0.022 | 0.18
3 7.5 | 30,000 420 0.018 0.2 27,000 380 0.016 0.18
4 10 30,000 360 0.012 0.2 27,000 320 0.01 0.18
1 2.5 | 40,000 640 0.06 0.2 36,000 580 0.054 | 0.18
01 2 5 40,000 560 0.05 0.2 36,000 500 0.045 | 0.18
3 7.5 | 30,000 420 0.036 0.2 27,000 380 0.032 0.18
4 10 30,000 360 0.024 0.2 27,000 320 0.022 0.18
2 4 40,000 800 0.01 0.25 | 36,000 720 0.009 0.23
0.02 3 6 35,000 640 0.01 0.25 | 32,000 580 0.009 | 0.23
4 8 30,000 480 0.008 0.25 | 27,000 420 0.007 0.23
5 10 25,000 400 0.005 0.25 | 23,000 360 0.005 0.23
2 4 40,000 800 0.03 0.25 | 36,000 720 0.027 0.23
05 0.05 3 6 35,000 640 0.024 | 0.25 [ 32,000 580 0.022 | 0.23
4 8 30,000 480 0.018 0.25 | 27,000 | 420 0.016 | 0.23
5 10 25,000 400 0.012 0.25 | 23,000 360 0.01 0.23
2 4 40,000 800 0.06 0.25 | 36,000 720 0.054 | 0.23
01 3 6 35,000 640 0.05 0.25 | 32,000 580 0.045 | 0.23
O Ammiﬁﬁﬂ% N ’ 4 8 30,000 480 0.036 0.25 | 27,000 | 420 0.032 | 0.23
Sas 5 10 25,000 400 0.024 0.25 | 23,000 360 0.022 0.23
ngj%’ N 2 3.3 | 30,000 | 1,000 0.01 0.3 27,000 900 0.009 0.27
Sopper Tungsten 0.02 4 6.7 || 25,000 800 0.01 0.3 23,000 | 720 0.009 | 0.27
O  HEp 6 10 ] 20,000 600 | 0.008 | 03 |18000| 540 | 0.007 | 0.27
2 3.3 || 30,000 | 1,000 0.03 0.3 27,000 900 0.027 0.27
0.6 0.05 4 6.7 | 25,000 800 0.02 0.3 23,000 720 0.018 0.27
6 10 20,000 600 0.012 0.3 18,000 540 0.01 0.27
2 3.3 || 30,000 | 1,000 0.06 0.3 27,000 | 900 0.054 | 0.27
0.1 4 6.7 | 25,000 800 0.05 0.3 23,000 720 0.045 0.27
SHEARIT 6 10 20,000 600 0.036 0.3 18,000 540 0.032 0.27
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Recommended Milling Conditions

T fAaE $5%7
Work Material Copper Copper Tungsten (W70%-Cu30%)
) LK), | THIEE | IRE TR | AR YIRS
%.é ﬁ*é EEN D(4ME) Spindle Speed Feed Depth of Cut Spindle Speed Feed Depth of Cut
Dia. Corner Radius | Under Neck Length /b — - — -
min’' mm/min | dpmm de mm min’' mm/min | dpmm de mm
4 5 25,000 | 1,600 | 0.01 0.4 23,000 | 1,400 | 0.009 0.36
0.02 6 7.5 | 20,000 | 1,200 | 0.01 0.4 18,000 | 1,100 | 0.009 0.36
8 10 16,000 800 | 0.01 0.4 14,000 720 | 0.009 0.36
4 5 25,000 | 1,600 | 0.03 0.4 23,000 | 1,400 | 0.027 0.36
0.8 0.05 6 7.5 | 20,000 | 1,200 | 0.024 0.4 18,000 | 1,100 | 0.022 0.36
8 10 16,000 800 | 0.02 0.4 14,000 720 | 0.018 0.36
4 5 25,000 | 1,600 | 0.06 0.4 23,000 | 1,400 | 0.054 0.36
0.1 6 7.5 | 20,000 | 1,200 | 0.05 0.4 18,000 | 1,100 | 0.045 0.36
8 10 16,000 800 | 0.04 0.4 14,000 720 | 0.036 0.36
3 3 25,000 | 2,400 | 0.03 0.6 23,000 | 2,200 | 0.027 0.55
4 4 25,000 | 2,200 | 0.03 0.6 23,000 | 2,000 | 0.027 0.55
0.05 5 5 22,000 | 2,000 | 0.024 0.6 20,000 | 1,800 | 0.022 0.55
6 6 20,000 | 1,800 | 0.024 0.6 18,000 | 1,600 | 0.022 0.55
8 8 16,000 | 1,400 | 0.02 0.6 14,000 | 1,200 | 0.018 0.55
10 10 12,000 | 1,000 | 0.02 0.6 11,000 900 | 0.018 0.55
3 3 25,000 | 2,400 | 0.06 0.6 23,000 | 2,200 | 0.054 0.55
4 4 25,000 | 2,200 | 0.055 0.6 23,000 | 2,000 | 0.05 0.55
1 01 5 5 22,000 | 2,000 | 0.05 0.6 20,000 | 1,800 | 0.045 0.55
6 6 20,000 | 1,800 | 0.045 0.6 18,000 | 1,600 | 0.04 0.55
8 8 16,000 | 1,400 | 0.04 0.6 14,000 | 1,200 | 0.036 0.55
10 10 12,000 | 1,000 | 0.03 0.6 11,000 900 | 0.027 0.55
3 3 25,000 | 2,400 | 0.12 0.6 23,000 | 2,200 | 0.11 0.55
4 4 25,000 | 2,200 | 0.11 0.6 23,000 | 2,000 | 0.1 0.55
0.2 5 5 22,000 | 2,000 | 0.1 0.6 20,000 | 1,800 | 0.09 0.55
6 6 20,000 | 1,800 | 0.09 0.6 18,000 | 1,600 | 0.08 0.55
8 8 16,000 | 1,400 | 0.08 0.6 14,000 | 1,200 | 0.07 0.55
10 10 12,000 | 1,000 | 0.06 0.6 11,000 900 | 0.054 0.55
5 3.3 | 20,000 | 2,400 | 0.06 0.9 18,000 | 2,200 | 0.054 0.8
0.1 10 6.6 | 16,000 | 1,600 | 0.05 0.9 14,000 | 1,400 | 0.045 0.8
15 10 12,000 | 1,000 | 0.04 0.9 11,000 900 | 0.036 0.8
5 3.3 | 20,000 | 2,400 | 0.12 0.9 18,000 | 2,200 | 0.11 0.8
0.2 10 6.6 | 16,000 | 1,600 | 0.1 0.9 14,000 | 1,400 | 0.09 0.8
15 10 12,000 | 1,000 | 0.08 0.9 11,000 900 | 0.07 0.8
1.5 5 3.3 | 20,000 | 2,400 | 0.18 0.9 18,000 | 2,200 | 0.16 0.8
0.3 10 6.6 | 16,000 | 1,600 | 0.15 0.9 14,000 | 1,400 | 0.14 0.8
15 10 12,000 | 1,000 | 0.12 0.9 11,000 900 | 0.11 0.8
5 3.3 | 20,000 | 2,400 | 0.25 0.5 18,000 | 2,200 | 0.23 0.8
05 10 6.6 | 16,000 | 1,600 | 0.2 0.5 14,000 | 1,400 | 0.18 0.8
’ 15 10 12,000 | 1,000 | 0.12 0.5 11,000 900 | 0.11 0.8
20 13.3 8,000 600 | 0.06 0.5 7,000 540 | 0.054 0.8
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Recommended Milling Conditions

T HEE 557
Work Material Copper Copper Tungsten (W70%-Cu30%)
) | L), | TR | mmEs YIRS EMIEE | A RS
7#& @#é EEN D(4ME) Spindle Speed Feed Depth of Cut Spindle Speed Feed Depth of Cut
Dia. Corner Radius | Under Neck Length /b — - — -
min’' mm/min | dpmm de mm min’' mm/min | dpmm de mm
5 2.5 |/16,000 | 3,000 0.06 1.2 14,000 | 2,700 0.054 1.1
o 8 4 14,000 | 2,600 0.06 1.2 13,000 | 2,400 0.054 1.1
Coating 0.1 10 5 12,000 | 2,000 0.06 1.2 11,000 | 1,800 0.054 1.1
15 7.5 |/10,000 | 1,600 0.05 1.2 9,000 | 1,400 0.045 1.1
20 10 8,000 | 1,200 0.04 1.2 7,000 | 1,100 0.036 1.1
5 2.5 16,000 | 3,000 0.12 1.2 14,000 | 2,700 0.11 1.1
8 4 14,000 | 2,600 0.12 1.2 13,000 | 2,400 0.11 1.1
0.2 10 5 12,000 | 2,000 0.12 1.2 11,000 | 1,800 0.11 1.1
15 7.5 |/10,000 | 1,600 0.1 1.2 9,000 | 1,400 0.09 1.1
2 20 10 8,000 | 1,200 0.08 1.2 7,000 | 1,100 0.07 1.1
5 2.5 |/16,000 | 3,000 0.18 1.2 14,000 | 2,700 0.16 1.1
8 4 14,000 | 2,600 0.18 1.2 13,000 | 2,400 0.16 1.1
0.3 10 5 12,000 | 2,000 0.18 1.2 11,000 | 1,800 0.16 1.1
15 7.5 10,000 | 1,600 0.14 1.2 9,000 | 1,400 0.13 1.1
20 10 8,000 | 1,200 0.1 1.2 7,000 | 1,100 0.09 1.1
5 2.5 |/16,000 | 3,000 0.3 1.2 14,000 | 2,700 0.27 1.1
8 4 14,000 | 2,600 0.3 1.2 13,000 | 2,400 0.27 1.1
0.5 10 5 12,000 | 2,000 0.3 1.2 11,000 | 1,800 0.27 1.1
15 7.5 |/ 10,000 | 1,600 0.2 1.2 9,000 | 1,400 0.18 1.1
20 10 8,000 | 1,200 0.15 1.2 7,000 | 1,100 0.14 1.1
8 3.2 || 15,000 | 3,000 0.12 1.5 13,500 | 2,700 0.11 1.4
0.2 14 5.6 |12,000 | 2,200 0.1 1.5 11,000 | 2,000 0.09 1.4
25 20 8 10,000 | 1,600 0.08 1.5 9,000 | 1,400 0.04 1.4
8 3.2 |/ 15,000 | 3,000 0.3 1.5 13,500 | 2,700 0.027 1.4
0.5 14 5.6 12,000 | 2,200 0.25 1.5 11,000 | 2,000 0.23 1.4
20 8 10,000 | 1,600 0.2 1.5 9,000 | 1,400 0.18 1.4
12 4 14,000 | 3,000 0.06 1.8 13,000 | 2,700 0.054 1.6
0.1 18 6 12,000 | 2,400 0.05 1.8 11,000 | 2,200 0.045 1.6
24 8 10,000 | 1,800 0.04 1.8 9,000 | 1,600 0.036 1.6
12 4 14,000 | 3,000 0.12 1.8 13,000 | 2,700 0.11 1.6
0.2 18 6 12,000 | 2,400 0.1 1.8 11,000 | 2,200 0.09 1.6
24 8 10,000 | 1,800 0.08 1.8 9,000 | 1,600 0.07 1.6
3 12 4 14,000 | 3,000 0.18 1.8 13,000 | 2,700 0.16 1.6
0.3 18 6 12,000 | 2,400 0.15 1.8 11,000 | 2,200 0.14 1.6
O Alumijiﬁuﬁ N 24 8 10,000 | 1,800 0.12 1.8 9,000 | 1,600 0.11 1.6
Sas 12 4 14,000 | 3,000 0.3 1.8 13,000 | 2,700 0.27 1.6
C‘%EF%’ N 15 5 13,000 | 2,600 0.3 1.8 12,000 | 2,400 0.27 1.6
Sopper Tungsten 0.5 18 6 12,000 | 2,400 0.25 1.8 11,000 | 2,200 0.23 1.6
O  HEp 24 8 10,000 | 1,800 | 0.2 1.8 | 9,000 | 1,600 | 0.18 1.6
30 10 8,000 | 1,400 0.16 1.8 7,000 | 1,200 0.14 1.6
$RERR T
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Recommended Milling Conditions

ITAfE AEE $55R
Work Material Copper Copper Tungsten (W70%-Cu30%)
LK)/ | THER | RARE TIRE TR | BHARE TIRE
LIS A¥ER MK D(I%/z) Spindle Speed Feed Depth of Cut Spindle Speed Feed Depth of Cut K25
Dia. Corner Radius | Under Neck Length L/Dh: Long Neck
min” mm/min | dpmm | demm min’' mm/min | dpmm demm
16 4 10,000 | 2,800 0.06 2.8 9,000 | 2,500 0.054 2.5
0.1 24 6 8,000 | 2,200 0.05 2.8 7,000 | 1,900 0.045 2.5 -
R=
32 8 6,000 | 1,600 0.04 2.8 5,500 1,400 0.036 2.5 Coating
16 4 10,000 | 2,800 0.14 2.8 9,000 | 2,500 0.13 2.5
0.2 24 6 8,000 | 2,200 0.12 2.8 7,000 1,900 0.11 2.5
32 8 6,000 | 1,600 0.1 2.8 5,500 | 1,400 0.09 2.5
16 4 10,000 | 2,800 0.18 2.8 9,000 | 2,500 0.16 2.5
4 0.3 24 6 8,000 | 2,200 0.15 2.8 7,000 1,900 0.14 2.5
32 8 6,000 | 1,600 0.12 2.8 5,500 1,400 0.11 2.5
16 4 10,000 | 2,800 0.3 24 9,000 | 2,500 0.27 2.2
0.5 24 6 8,000 | 2,200 0.24 2.4 7,000 1,900 0.22 2.2
32 8 6,000 | 1,600 0.18 2.4 5,500 1,400 0.16 2.2
16 4 10,000 | 2,800 0.6 2 9,000 | 2,500 0.54 1.8
1 24 6 8,000 | 2,200 0.48 2 7,000 | 1,900 0.43 1.8
32 8 6,000 | 1,600 0.36 2 5,500 1,400 0.32 1.8
5 01 20 4 8,000 | 2,700 0.06 3.5 7,000 | 2,400 0.054 3.2
) 40 8 5,000 | 1,600 0.04 3.5 4,500 1,400 0.036 3.2
01 24 4 6,000 | 2,600 0.06 4.2 5,500 | 2,300 0.054| 3.8
) 48 8 4,000 | 1,600 0.03 4.2 3,500 1,400 0.027 3.8
02 24 4 6,000 | 2,600 0.12 4.2 5,500 | 2,300 0.11 3.8
) 48 8 4,000 | 1,600 0.06 4.2 3,500 1,400 0.054 3.8
03 24 4 6,000 | 2,600 0.18 4.2 5,500 | 2,300 0.16 3.8
6 ) 48 8 4,000 | 1,600 0.09 4.2 3,500 | 1,400 0.08 3.8
24 4 6,000 | 2,600 0.3 3.6 5,500 | 2,300 0.27 3.2
0.5 30 5 5,000 | 2,200 0.24 3.6 4,500 1,900 0.22 3.2
48 8 4,000 | 1,600 0.16 3.6 3,500 | 1,400 0.14 3.2
1 24 4 6,000 | 2,600 0.6 3 5,500 | 2,300 0.54 2.7
48 8 4,000 | 1,600 0.3 3 3,500 1,400 0.27 2.7
¥ ARSI SE, BRELRFIN AR ERINRSF BHEIEIS .
X2 IRBNAPRTHMAETIRE, deRTEETIRS.
X3 HhiEd TR IR AR B e T R 71 75 o
X4 WIETHINBNSETHIZHR, #AREIRTENO0BLT, HRARLBIHIMIA.
X5 RERTIEY, 1B LUERBLL R R IR RE
Hegh, EHFEEIE, BLUBRIAEEEREK.
- %6 BB S R
ﬁlilote/s *1 ?:;;;n;zni;ghl:ieetslﬁtr::\ing condition as just reference. Adjust milling conditions according to machining N ﬁmﬁin%mA"w O
%2 Depth of Cut: ap=Axial Depth of Cut / de=Radial Depth of Cut. Hes
%3 Recommend to apply helical or ramping for approaching into axial direction. N Copper @
34 For slotting, recommend reciprocating milling by adjusting feed & ap in below 60% of recommended milling Copp:rTungsten
dition.
*5 CRZZU‘CI:goth spindle speed and feed at same rate for chattering and also for insufficient spindle speed of a 0 *RHH.E O
machine. =
X6 Water—:\soluble fluid is recommended.
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