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Recommended Milling Conditions
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NIt Hardened Steels Hardened Steels High Speed Steels
Work Material HPM-38 - STAVAX - SKD61 SKD11 SKH
(~55HRC) (~62HRC) (~65HRC)
TIRE HHERE | TR RE BHAREE | IR TIRE HHATREE | IR
sz ES3N Depth of Cut Feed |Spindle Speed Depth of Cut Feed |Spindle Speed Depth of Cut Feed |Spindle Speed
Dia. Under Neck
tength ' 3p mm | de mm |mm/min| min" | Ap mm | e mm [mm/min| min® | 3@p mm | de mm |mm/min| min’
02 0.4 0.003]0.002 | 400 |40,000]0.002 |0.002| 300 |40,000(0.002|0.002| 200 |40,000
) 1 0.003| 0.002 | 300 |40,000(0.002 | 0.002 | 200 |40,000|0.002 |0.002 | 100 |40,000
03 0.5 0.005] 0.003 | 600 |40,000]0.004 | 0.003| 400 |40,000(0.003|0.003| 400 |40,000
) 1.5 0.005| 0.002 | 500 |40,000]0.004 |0.002| 300 |40,000(0.003|0.002| 200 |40,000
04 0.8 0.007|0.004 | 700 |40,000]0.005 |0.003| 600 |40,000(0.003|0.003| 600 |40,000
) 2 0.007| 0.003 | 600 |40,000(0.005 |0.002 | 400 |40,000|0.003|0.002 | 400 |40,000
05 1 0.01 ]0.005| 800 |40,000]0.007 | 0.003| 700 |40,000(0.005|0.003| 600 |40,000
) 2.5 0.01 |0.004 | 800 |40,000]0.007 | 0.002| 500 |40,000( 0.005|0.002| 400 |40,000
06 1.2 0.01 |0.005| 800 |40,000]0.007 |0.003| 700 |40,000(0.005|0.003| 600 |40,000
) 3 0.01 |0.004| 800 |40,000(0.007 | 0.002 | 500 |40,000|0.005|0.002| 400 |40,000
08 1.5 0.01 ] 0.005| 800 |40,000]0.007 | 0.004| 800 |40,000(0.005|0.004| 700 |40,000
) 3.5 0.01 |0.004 | 800 |40,000]0.007 | 0.003| 600 |40,000( 0.005|0.003| 500 |40,000
1 2 0.01 |0.006 | 800 |40,000]0.007 | 0.006| 800 |40,000(0.005|0.006| 800 |40,000
5 0.01 | 0.005| 800 |40,000(0.007 | 0.005| 600 |40,000|0.005|0.005| 600 |40,000
X1 IRBRIEHITES AR INNRAE,
¥2 IRBHAPRTHEYIRSE, deRTEMIRR.
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X5 EREBMBITIANMIES. (FTREANE, 1BWHINFTA MR FHDSHIEREE, )
¥6 HITREFINL, #HAREIBIIEISHESERNA50%, TIREAPENG0.2 + ¢0.3 : ~0.002mm.
& ®0.4~¢1 : ~0.003mm, IREAEYMEX0.05mmIERSEE,
Notes %1 Depth of Cut is the maximum effective value for the contour line tool path.
%2 ap: 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.) 52 RN
%6 For the reference value, when finishing process of bottom surface, reduce the feed approx. 50% of the recommended H HRC Hardened Steel @
milling conditions and Depth of Cut (@p): 0.002mm for Dia. 0.2mm and 0.3mm, for Dia. 0.4
to Tmm, up to 0.003mm, (ae): Dia. x 0.05mm. @
Hardened Steel
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MIF WIS (RE) IHIRE Top of work material
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O T1ERIESH/ T, When using small CBN End Mill, uniform finishing allowance (stock amount) is S

A . . important.
Minimize the deflection of cutting edge. P

Q HINT - PREMNTERDEERIAN, PRENITABNINRES

O R FEMO RS LURTIRIK RS, Eﬁ, &ﬁ%ﬂrﬂﬂﬂﬁﬁﬂhﬂl’%lﬁ, FRIAFAI LB B A/ Y89 T
FEOIRENA K. REFRER. B CBN
. When tool is used on roughing and semi-finishing and it has a big abrasion, a <
To understand the nature of the expansion of the finishing allowance (stock amount) on semi-finishing and finishing is increasing ZIL RS
main spindle and machine posture transformation, and it affects tool life and cutting accurary. Therefore, it is important to get
and take measures against them. uniform stock amount in the pre-stage cutting. CBN
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