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Work Material SKH51 + SKD11(~62HRC) SKH55 » HAP40 (~66HRC) SKH57 « HAP72 (~70HRC) o
Coating
RBL | o | UIRE SR THEE| URE WARE|THE| DRE R Thes
iz i L(:)ﬁ‘bf)/ Depth of Cut Feed |SpindleSpeed|  Depth of Cut Feed |SpindleSpeed|  Depth of Cut Feed |Spindle Speed
Radius UnderNeckLength | D (9MZ)
apmm | demm [mm/min| min" [@pmm | @emm |mm/min| min' [3@pmm | demm |mm/min| min’
RO.1 0.3 1.5 0.006| 0.007| 450 ]40,000{ 0.004| 0.005| 300 ]40,000] 0.004| 0.005| 220 40,000
) 05 | 25 0.006| 0.007| 400 |40,000{ 0.004| 0.005| 250 |40,000] 0.004| 0.005| 190 40,000
05 | 1.7 0.01 | 0.01 450 |40,000] 0.005]| 0.005| 400 |40,000{ 0.005| 0.005| 300 |40,000
RO.15 06 | 2 0.007| 0.007| 450 ]40,000{ 0.005| 0.005| 350 ]40,000] 0.005| 0.005| 270 40,000
’ 0.75] 2.5 0.007| 0.007| 400 ]40,000{ 0.005| 0.005| 350 ]40,000] 0.005| 0.005| 250 |40,000
1 3.3 0.007] 0.007| 350 ]40,000{ 0.005| 0.005| 300 |40,000] 0.005| 0.005| 220 40,000
0.5 | 1.25 | 0.035/ 0.04 | 1,100 |40,000{ 0.013| 0.02 850 140,000| 0.013] 0.02 650 35,000
RO.2 08 | 2 0.03 | 0.03 | 1,000 |40,000({0.012| 0.02 850 |40,000( 0.012| 0.02 600 |35,000
1 2.5 0.03 | 0.03 | 1,000 ]40,000({0.012)| 0.02 850 140,000{ 0.012] 0.02 600 |35,000
RO.25 1 2 0.03 | 0.03 | 1,300 |40,000{ 0.015] 0.02 | 1,000 |35,000| 0.015] 0.02 700 30,000
) 1.5 | 3 0.015] 0.03 | 1,000 |40,000| 0.01 | 0.02 800 35,000/ 0.01 | 0.02 500 /30,000
1 1.7 0.045| 0.06 | 1,500 40,000 0.03 | 0.05 | 1,100 |30,000] 0.03 | 0.05 800 |25,000
RO.3 1.5 2.5 0.045| 0.06 | 1,500 ]40,000{ 0.03 | 0.05 | 1,100 |30,000] 0.03 | 0.05 800 |25,000
2 3.3 0.045]| 0.06 | 1,500 |40,000{ 0.03 | 0.05 | 1,100 |30,000| 0.03 | 0.05 800 |25,000
2 2 0.15 ] 0.2 3,000 /30,000 0.12 | 0.1 2,000 |25,000] 0.075] 0.1 1,500 20,000
RO.5 2.5 2.5 0.15 | 0.2 3,000 [30,000] 0.12 | 0.1 2,000 |25,000] 0.075] 0.1 1,500 |20,000
3 3 0.15 | 0.2 3,000 [30,000] 0.12 | 0.1 2,000 |25,000] 0.075] 0.1 1,500 |20,000
RO.75 3 2 0.15 1 0.3 ]3,800|30,000{0.15 | 0.2 |3,000 |25,000] 0.09 | 0.2 |2,200 |20,000
) 4 2.7 0.15 | 0.3 3,000 |25,000{ 0.15 | 0.2 ]2,400 |22,000| 0.09 | 0.2 1,800 [18,000
3 1.5 0.3 0.5 3,800 |25,000] 0.22 | 0.3 3,000 |20,000] 0.15 | 0.3 2,200 |16,000
R1 4 2 0.3 0.5 3,800 |25,000] 0.22 | 0.3 3,000 |20,000] 0.15 | 0.3 2,200 /16,000
6 3 03 103 ]3,00022,000{0.22 | 0.3 |2,400]20,000]0.15 [0.3 |1,800 |16,000
6 2 0.3 0.6 3,800 18,000/ 0.25 | 0.5 [3,000 [15,000]0.15 | 0.5 [2,250 [12,000
R1.5 8 2.7 0.3 0.6 3,800 [18,000] 0.25 | 0.5 |3,000 |15,000] 0.15 | 0.5 [2,250 [12,000
10 3.3 0.3 0.6 3,200 18,000] 0.25 | 0.5 |2,600 [15,000] 0.15 | 0.5 [2,000 [12,000
8 2 0.3 |08 ]3,800]15,000(0.25 | 0.6 |3,00012,000[0.18 | 0.6 |2,250| 9,500
R2 10 2.5 0.3 0.8 3,800 |15,000] 0.25 | 0.6 [3,000 [12,000]0.18 | 0.6 [2,250 | 9,500
12 3 0.3 0.8 3,800 [15,000] 0.25 | 0.6 |3,000 12,000/ 0.18 | 0.6 |2,250 | 9,500
10 1.7 038 | 1.2 3,800 | 8,000(0.25 |1 3,000 | 7,000]0.18 |1 2,250 | 5,500
R3 15 2.5 0.38 | 1.2 |3,800]| 8,000[{0.25 |1 3,000 | 7,000] 0.18 |1 2,250 | 5,500
20 3.3 0.38 | 1.2 |3,800| 8,000{0.25 |1 3,000 | 7,000] 0.18 |1 2,250 | 5,500 e BEEN
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Notes %1 Depth of Cut : @p = Axial Depth of Cut / de = Radial Depth of Cut.
%2 Adjust milling condition according to machine rigidity and clamp condition of work material.
%3 In case of chattering etc., please adjust cutting conditions if necessary.
34 At point where cutting load is high such as at corners, pay attention to setting cutting conditions and tool paths
particularly.
%5 If machine tool vibration is high during machining, adjust the feed rate as necessary.
6 Attention to a risk of chipping and breakage when insufficient chip flow.
%7 Adjust both spindle speed and feed at the same rate.
%8 Overhang of end mill should be as short as possible form spindle nose.
39 We recommend using oil mist coolant.
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