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Recommended Milling Conditions
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Work NAK-STAVAX SKD11-:PD613-ELMAX SKH-HAP
Material (~52HRC) (~60HRC) (~68HRC)
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N Approaching| Spindle Depth of Cut Approaching| Spindle Depth of Cut Approaching| Spindle
:*:?é Feed Feed Speed Feed Feed Speed Feed Feed Speed
Radius

Ap mm | de mm |mm/min|{mm/min| min™ |3p mm | de mm |mm/min|{mm/min| min® | Ap mm | de mm |mm/min|mm/min| min’

0.01 |/0.0005 | 0.001 5 3 |60,000/0.0005 |0.001 5 3 ]60,000)0.0005 [0.0005 3 1 60,000
0.015 |(0.001 | 0.001 30 5 [60,000|0.001 |0.001 20 5 [60,000|0.0005 |0.001 10 3 |60,000
0.02 |(0.001 |0.002 80 5 60,000|0.001 |0.001 60 5 [60,000|0.001 |0.001 40 5 160,000
0.025 |0.001 |0.002 | 120 10 |60,000|0.001 |0.0015| 100 10 160,000/0.001 |0.001 60 5 60,000
0.03 |0.002 |0.002 | 180 10 160,000|0.001 |0.002 | 140 10 |60,000(0.001 |0.001 80 10 160,000

0.04 |/0.003 |0.003 | 280 30 |60,000(0.002 |0.003 | 200 30 |60,000(0.002 |0.002 | 120 20 60,000
0.05 |[0.005 |0.005 | 400 30 |60,000(0.003 |0.005 | 300 30 |60,000(0.002 |0.003 | 180 20 |60,000
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Neites %1 Depth of Cut:@p=Axial Depth of Cut / de=Radial Depth of Cut.
%2 Handle with care when exchanging and presetting tool.
%3 We recommend using oil mist coolant.
%4 Minimize chucking runout.

(Recommend to measure actual runout at activated spindle speed.) AR
%5 Tool approaching angle must be 3 degrees or below. P Prehardened Steel O
#6 Increase of Depth of Cut may cause a tool breakage, especially careful for Axial Depth of Cut.
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important.

Minimize the deflection of cutting edge.
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No uniformity at
When tool is used on roughing and semi-finishing and it has a big abrasion, corner area
finishing allowance (stock amount) on semi-finishing and finishing is increasing
and it affects tool life and cutting accurary. Therefore, it is important to get

uniform stock amount in the pre-stage cutting.

To understand the nature of the expansion of the
main spindle and machine posture transformation,
and take measures against them.
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