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Recommended Milling Conditions

R SRR SN
Tkt Hardened Steels Hardened Steels High Speed Steels
Work Material HPM-38 - STAVAX - SKD61 SKD11 SKH
(~55HRC) (~62HRC) (~65HRC)
TIRE HHARE | TR IRE BHARE | FIFR TIRE BHATREE | FIIER
sz ES3N Depth of Cut Feed Spindle Speed Depth of Cut Feed Spindle Speed Depth of Cut Feed Spindle Speed
Dia. Under Neck
tength 1 3n mm | de mm | mm/min | min" |Ap mm|de mm|mm/min | min" |3p mm|de mm | mm/min| min’
01 0.2 |/0.001]0.002| 250 |40,000({0.001|0.002| 200 |40,000|0.001|0.002| 150 |40,000
) 0.5 |0.001/0.002| 200 |40,000/0.001|0.002| 150 |40,000(0.001|0.001| 100 |40,000
X1 IRERIEHITES LB INNRAE,
X2 IRENApRRHMATIAE, deRREETIRS,
%3 BNERHEL AN
¥4 BIREZEERTANFALE,
X5 BEREMFITNANRIZEE, (FJRERIE, BHINPTA TR TS RIEREE. )
& X6 HTREMBINLIN, HAREFNTHISHSERNL50%, TIREAPIG0.1:0.001Tmm, TIRE
N, QEIIMEX0.05MMIEN S E A,
%1 Depth of Cut is the maximum effective value for the contour line tool path.
32 dp: Axial Depth of Cut, de: Radial Depth of Cut.
%3 Recommended oil mist coolant.
%4 Minimize a possible tool overhang length.
%5 Minimize chucking runout. (Recommend to measure actual runout of activated spindle speed.)
%6 For the reference value, when finishing process of bottom surface, reduce the feed approx. 50% of the recommended
milling conditions and Depth of Cut (dp): 0.001mm for Dia. 0.1mm, (de): Dia. x 0.05mm.
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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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