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Recommended Milling Conditions

BEW - BERW EEEH
NIt Carbon Steels - Prehardened Steels Hardened Steels HEaE - 8es
Work Material S50C « NAKS55 « NAK80 « HPM 1| SKD11 « SKD61 + STAVAX « HPM38 Copper + Aluminium Alloy
(~43HRCQ) (~55HRC)
TR | HARE RS TR | HARE IRE TR | HARE RS
sz AR Bl U ||SpindleSpeed |  Feed Depth of Cut  |SpindleSpeed | Feed Depth of Cut | SpindleSpeed |  Feed Depth of Cut
Dia. Corrl\er Neck Taper | Under Neck
Radius Angle Length
min” [mm/min|@p mm|a@e mm| min" |mm/min| Ap mm{3de mm| min" [mm/min|@p mm |@e mm

10 1 30,000 200 |0.005| 0.02 {30,000/ 150 | 0.005| 0.02 {30,000/ 250/ 0.015| 0.06
2 |[30,000f 200|0.005| 0.02 (30,000f 150 |0.005| 0.02 (30,000| 250/ 0.015| 0.06
02 0.05 30 1 ]30,000f 300 |0.005| 0.03 {30,000/ 200 | 0.005| 0.02 [30,000| 360|0.02 | 0.06
2 30,000/ 300|0.005| 0.03 |30,000| 200 | 0.005| 0.02 {30,000/ 360|0.02 | 0.06
5o 1 ]30,000] 350 0.01 0.03 (30,000| 250 |0.01 0.03 (30,000| 420|0.04 | 0.06
2 |[30,000{ 350 0.01 0.03 (30,000| 250 |0.01 0.03 (30,000| 420|0.04 | 0.06
10 2 130,000/ 200 0.007| 0.03 [30,000| 150 |0.005| 0.03 |30,000| 250|0.02 | 0.06
3 30,000/ 200|0.007| 0.03 {30,000f 150 |0.005| 0.03 |30,000| 250|0.02 | 0.06
03 0.05 30 2 130,000/ 300{0.01 0.05 (30,000| 200 |0.01 0.03 (30,000| 360|0.03 | 0.15
3 130,000/ 300 0.01 0.05 (30,000| 200 |0.01 0.03 (30,000 360|0.03 | 0.15
5o 2 30,000/ 350|0.02 | 0.06 [30,000| 250 |0.02 | 0.05 |30,000f 420|0.06 | 0.15
3 |30,000| 350|0.02 | 0.06 30,000/ 250 |0.02 | 0.05 |30,000| 420|0.06 | 0.15
10 3 130,000/ 300|0.015| 0.05 [30,000| 200 |0.01 0.04 (30,000| 360|0.03 | 0.15
4 |30,000{ 300 |0.015| 0.05 |30,000{ 200 |0.01 0.04 (30,000 360|0.03 | 0.15
04 0.05 30 3 30,000/ 350|0.02 | 0.06 [30,000| 250 |0.02 | 0.05 |30,000f 420|0.06 | 0.15
’ 0.1 4 |30,000{ 350|0.02 | 0.06 |30,000| 250 |0.02 | 0.05 |30,000| 420|0.06 | 0.15
5o 3 |30,000| 450|0.03 | 0.07 {30,000/ 300 |0.03 | 0.06 |30,000| 540|0.09 | 0.15
4 |30,000{ 450(0.03 | 0.07 |30,000{ 300 |0.03 | 0.06 |30,000f 540|0.09 | 0.15
3 30,000/ 500{0.02 | 0.1 |30,000f 350 |0.02 | 0.1 |30,000f 600|0.06 | 0.24
5 |[30,000f 500|0.015| 0.1 |30,000] 350 | 0.015| 0.1 |30,000| 600 | 0.045| 0.24
1° 8 30,000/ 500 0.01 0.08 (30,000| 350 |0.01 0.05 (30,000 600|0.03 | 0.24
10 24,000 400 | 0.007| 0.06 |24,000| 250 |0.007 | 0.04 |24,000| 480|0.02 | 0.18
12 24,000 300 | 0.005| 0.05 |24,000{ 150 |0.005| 0.03 |24,000f 360|0.015| 0.15
3 30,000/ 600|0.03 | 0.1 (30,000f 400 |0.03 | 0.1 |30,000| 700|0.09 | 0.25
05 0.05 5 ][30,000f 600|002 | 0.1 |30,000] 400 |0.02 | 0.1 {30,000/ 700|0.06 | 0.25
’ 0.1 3° 8 |[30,000f 600|0.02 | 0.08 [30,000f 400 |0.02 | 0.05 (30,000 700|0.06 | 0.24
10 24,000/ 500|0.015| 0.08 [24,000| 350 |0.01 0.05 (24,000f 600|0.03 | 0.24
12 ||24,000{ 350 | 0.015| 0.05 |24,000| 200 | 0.01 0.03 |24,000{ 420|0.03 | 0.15
3 |30,000| 750|0.05 | 0.15 30,000/ 500 |0.05 | 0.1 |30,000| 900|0.15 | 0.25
5o 5 30,000 750|0.03 | 0.15 |30,000{ 500 |0.03 | 0.1 |30,000f 900|0.09 | 0.25
8 |24,000{ 750|003 | 0.11 {24,000/ 500 |0.03 | 0.08 (24,000 900|0.09 | 0.25
10 |[24,000/ 600 |0.02 | 0.08 [24,000| 400 | 0.02 | 0.06 |24,000] 720|0.06 | 0.25

10 5 ][26,000| 1,000 | 0.06 | 0.2 21,000, 700 | 0.06 | 0.1 |26,000| 1,200|0.18 | 0.3

0.8 (0)?5 8 24000/ 800|004 | 0.2 [19,000f 560 |0.04 | 0.1 (24,000, 950|0.12 | 0.3
0.2 30 5 ]26,000| 1,200 0.08 | 0.3 |21,000{ 840 |0.08 | 0.3 |26,000f1,400|0.24 | 0.35
8 |24,000({ 1,000 | 006 | 0.3 ([19,000f 700 | 0.06 | 0.3 (24,000 1,200|0.18 | 0.35
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Recommended Milling Conditions

TR M - FEH EREEN
Tt Carbon Steels - Prehardened Steels Hardened Steels o
Work Material S50C + NAK55 « NAK80 + HPM1 | SKD11 « SKD61 + STAVAX « HPM38 Copper + Aluminium Alloy
(~43HRC) (~55HRC)
THER | HLRE TIRE THERE | HERE TIRE THEE | HARE TIRE
R . sz A¥R A L ||SpindleSpeed |  Feed Depth of Cut  |SpindleSpeed |  Feed Depth of Cut  |SpindleSpeed | Feed Depth of Cut
Taper Nec| . k k
" D | Sofper | ke | et
M min" [mm/min| @p mm|3e mm| min" |mm/min| 8p mm|@e mm| min"' |mm/min|@p mm|ae mm
. 6 22,000/ 1,300 0.08 | 0.35 [17,000] 900]0.06 | 0.35 |22,000{ 1,500|0.24 | 0.5
ﬁ’:ﬁung 10 |[18,000/ 1,000 | 0.05 | 035 |14,000] 700|0.05 | 0.35 [18,000| 1,200|0.15 | 0.5
15 18000/ 850|0.03 | 0.2 |14,000f 600|0.03 | 0.13 [18,000f 1,000 |0.09 | 0.5
8-?5 1° 20 |14,000f 700|0.025| 0.1 11,000 500 |0.025| 0.06 14,000 850| 0.075| 0.3
1 0'2 25 14,000 600|0.02 | 0.05 [11,000f 400|0.02 | 0.03 {14,000/ 700|0.06 | 0.15
0:3 30 10,000 480|0.015]| 0.03 | 8000/ 300|0.015| 0.02 {10,000] 600 | 0.045| 0.09
35 10,000 350|0.01 | 0.02 | 8000] 250|0.01 | 0.01 {10,000{ 400|0.03 | 0.06
30 6 [22,000{ 1,500 | 0.1 0.35 [17,600] 1,000 | 0.1 0.35 [22,000] 1,800 | 0.3 0.5
10 |/18,000/ 1,200 | 0.08 | 035 |14400/ 800|0.08 | 0.35 |18,000| 1,400|0.24 | 0.5
10 |/16,000] 1,300 | 0.1 0.55 112,800/ 900 | 0.1 0.55 116,000 1,500 | 0.3 0.6
15 14,000/ 1,000 | 0.07 | 055 |11,200| 700| 0.07 | 0.55 |14,000| 1,200 | 0.2 0.6
0.1 1° 20 14,000/ 800|005 | 03 11,200, 550|0.05 | 0.2 [14,000] 900|0.16 | 05
1.5 0.2 25 |14,000f 600|0.03 | 0.1 (11,200 400|0.03 | 0.06 {14,000 700| 0.1 0.3
03 30 12,000 450]|0.03 | 0.05 | 9600/ 300|0.03 | 0.03 {12,000 550|0.09 | 0.15
30 10 |16,000{ 1,500 | 0.15 | 0.55 [12,800| 1,000 | 0.15 | 0.55 |16,000| 1,800 | 045 | 0.6
15 ]/14,000] 1,200 | 0.1 0.55 11,200/ 850 0.1 0.55 |14,000| 1,400 | 0.3 0.6
15 ]/14,000] 1,200 | 0.1 0.7 11,200/ 850|0.07 | 0.7 [14,000{1400|0.3 0.7
O Carbg’f%ﬂ P 20 |12,000| 1,200 | 0.07 | 0.7 9,600, 850]0.07 | 0.7 [12,000] 1,400 0.2 0.7
0.1 10 25 |12,000] 1,000| 005 | 0.5 9600, 700]0.04 | 05 [12000]1,200|0.15 | 0.7
@) Allgfﬂ P 2 0.2 30 |10,000{ 750|004 | 03 8,000/ 500|0.03 | 0.3 |10,000, 900|0.13 | 0.7
0.3 40 8,000/ 400|0.03 | 0.2 6400/ 300|0.02 | 0.2 8,000/ 500 0.1 05
O Prehardﬁ’ﬁﬂ P 0.5 50 6,000{ 350|0.015| 0.1 4,800, 250|0.01 | 0.1 6,000f 400|005 | 0.3
30 15 20,000/ 2,000 | 0.2 0.7 ]16,000] 1,400 | 0.2 0.7 ]20,000| 2,400 | 0.6 0.7
O%EE%~52H 20 |16,000| 1,600 | 0.1 0.7 [12,800{ 1,100 | 0.1 0.7 [16,000{ 2,000 | 0.4 0.7
Hardened Steel HRC
15 ]/11,000/ 1,600 | 0.15 | 1.05 | 8800| 1,100 | 0.1 1.05 |11,000] 1,900 | 0.6 1.1
20 |11,000] 1,600| 0.13 | 1.05 | 8800| 1,100 | 0.1 1.05 |11,000{ 1,900 | 045 | 1.1
3 0.2 10 30 | 9,000] 1,200 0.1 1.05 | 7,200] 850{0.07 | 1.05 [ 9,000|1400|0.3 1.1
0.5 40 | 9,000] 1,000 007 | 0.6 | 7200 700|005 | 06 | 9000{1,200|0.21 | 0.9
50 8,000/ 640|0.05 | 035 | 6400, 450|0.04 | 035 | 8000| 750|0.15 | 0.8
60 8,000/ 480|0.03 | 0.2 6400, 300|0.02 | 0.2 8,000{ 550 0.1 0.7
¥ 1 IERIESSFREII TIPRA P ERBINRFEEIEIZ M.
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Notes %1 Adjust milling conditions according to machining profile and machine status.
%2 Reduce both spindle speed and feed at same rate for chattering and also for insufficient spindle speed of a machine.
REE N %3 Recommend to use oil mist coolant for machining hardened steels.
Aluminium Alloy %4 Coolant supply and chip disposal are important for machining deep-rib.
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