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Recommended Milling Conditions
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NIt Hardened Steels Hardened Steels High Speed Steels
Work Material STAVAX - SKD61 SKD11 « ELMAX SKH « HAP
(~52HRC) (~62HRC) (~68HRC)
TIRE BHARRE | TR TIRE HHARE | TR IRE BHARRE | TR
(R)BRREZ Undéeﬁrtﬁeck Depth of Cut Feed Spindle Speed Depth of Cut Feed Spindle Speed |  Depth of Cut Feed Spindle Speed
s tength 13 mm|Ae mm| mm/min | min®  |Ap mm|Ae mm| mm/min | min" |@p mm|Ae mm| mm/min | min’
0.1 0.3 | 0.005/0.005 600 |40,000|0.005/0.005 450 |40,000(0.003]0.003] 300 |40,000
) 0.6 | 0.005/0.005/ 500 |40,000|0.005/0.005] 350 |40,000(0.003]/0.003] 250 |40,000
0.3 | 0.005/0.005 800 |40,000|0.005/0.005 600 |40,000(0.003]/0.003] 450 |40,000
0.15 0.5 |/0.005/0.005 750 |40,000|0.005/0.005 550 |40,000]0.003/0.003] 400 |40,000
0.75]0.005/0.005 700 |40,000 |0.005/0.005| 500 |40,000]0.003/0.003] 400 |40,000
0.5 |0.005/0.01 | 1,200 | 40,000 |0.005]/0.01 900 | 40,000 |0.005|0.005| 600 |40,000
0.2 0.75|0.005/0.01 | 1,100 |40,000 ]0.005|/0.01 850 | 40,000 ]0.005/0.005| 550 |40,000
' 1 0.005[0.01 | 1,000 | 40,000 |0.005/0.01 800 | 40,000 [0.005]/0.005| 500 |40,000
1.2 ]0.005/0.01 | 1,000 |40,000]0.005/0.01 800 | 40,000 |0.005/0.005| 500 |40,000
0.25 1 0.01 |0.01 | 1,200 | 40,000 [0.01 |0.01 | 1,000 | 40,000 |0.005/0.005| 700 |40,000
03 1.2 ]0.01 |0.02 | 1,800 |40,000]0.01 |0.02 | 1,500 |40,000 [0.005/0.01 | 1,000 | 40,000
) 1.5 ]0.01 [0.02 | 1,500 |40,000)0.01 |0.02 | 1,200 | 40,000 |0.005]|0.01 800 | 40,000
04 1.6 |0.01 |0.02 | 1,800 |40,000)0.01 [0.02 | 1,500 |40,000|0.005/0.01 | 1,000 |40,000
) 2 0.01 {0.02 | 1,500 |40,000]0.01 |0.02 | 1,200 | 40,000 )0.005|0.01 800 | 40,000
05 2 0.02 10.04 | 2,500 |40,000(0.02 |0.03 | 1,800 |40,000]0.01 [0.02 | 1,200 | 40,000
) 2.5 |0.02 |0.04 | 2,000 |[40,000|0.02 |0.03 | 1,500 |40,000(0.01 |0.02 | 1,000 |40,000
06 2.4 0.02 [0.04 | 2,500 |40,000|0.02 |0.03 | 2,000 |40,000(0.01 |0.02 | 1,500 |40,000
) 3 0.02 |0.04 | 2,500 |40,000]0.02 |0.03 | 2,000 |40,0000.01 |0.02 | 1,500 |40,000
0.75 3 0.03 10.05 | 3,000 |40,000]0.03 |0.05 | 3,000 |40,000(0.02 |0.03 | 2,000 |30,000
) 3.8 |0.03 |0.05 | 3,000 |40,000|0.03 |0.05 | 3,000 |40,000(0.02 |0.03 | 2,000 |30,000
1 4 0.05 0.1 3,000 | 30,000 0.03 |0.05 | 3,000 |30,000(0.03 |0.03 | 2,000 | 25,000
5 0.05 | 0.1 3,000 | 30,000 |0.03 |0.05 | 3,000 |30,000(0.03 |0.03 | 2,000 | 25,000
15 6 0.08 10.15 | 2,300 | 20,000 |0.05 |0.075] 2,100 | 20,000 {0.04 |0.06 | 1,300 | 15,000
) 9 0.06 [0.12 | 2,200 | 20,000 |0.04 |0.06 | 2,000 | 20,000 |0.04 |0.05 | 1,200 | 15,000
> 8 0.1 10.18 | 2,300 | 17,000(0.06 |0.09 | 2,700 | 15,000]0.05 [0.07 | 1,300 | 12,000
12 0.08 |0.15 | 2,000 | 17,000 0.05 |0.08 | 1,700 | 15,000 ]0.04 |0.06 | 1,200 | 12,000
25 10 0.11 10.21 | 2,200 | 13,000 ]0.08 |0.12 | 1,800 | 12,000 |0.07 | 0.1 1,300 | 11,000
) 15 0.1 [0.18 | 1,900 | 13,000 ]0.06 | 0.1 1,500 | 12,000(0.06 |0.08 | 1,100 | 11,000
3 12 0.13 10.24 | 2,000 | 10,000 ]0.09 |0.15 | 1,600 | 10,000 {0.08 |0.12 | 1,200 | 10,000
18 0.11 ]0.21 | 1,700 | 10,000 [0.08 |0.12 | 1,400 | 10,000 )0.07 |0.1 1,000 | 10,000
1 DRERHTENT. MNTHOBAE. WRBNANENERMELTEE,
X2 NI (RIEINI) BEERMEINTREEN TN IEFRFIS.
X3 RAEAHANIIEML HERSEGEMNTIRNTE,
¥4 FESEANMIEN, MIMNBEBIIRSEEN70%, HAREFENL70%,
X5 BIERMEL Ao
& #6 EMTIHRNREZIHRE T MR, HIURIBERNL R HARE,
Notes %1 Max. Depth of Cut for semi-finishing and finishing. Adjust milling conditions depending on the rigidity of the machine and desired
%2 aOc;t!?nc{;mform stock amount on the cutting surface in the pre-stage cutting (semi-finishing).
33 Required careful set up of milling conditions, tool path and etc. at cutting parts, such as corners where will become overloaded.
%4 Adjust both Depth of Cut and feed rate at 70% of the recommended milling conditions for high quality milling surface.
%5 Oil mist coolant is recommended.
%6 Adjust feed rate at same rate as spindle speed if necessary to adjust spindle speed from recommended milling conditions.
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Minimize the deflection of cutting edge.

O FENAFEHMOHERURIRIIKTRE,
TERRENG LY.
To understand the nature of the expansion of the

main spindle and machine posture transformation,
and take measures against them

IHIRE Top of work material
R A

O EANMECBNH IR, BMIE(RE)HOUETEE,
When using small CBN End Mill, uniform finishing allowance (stock amount) is
important.

Q HINT - PREMNTERDEERIAN, PRENITABNINRES
TR, M) E&aMNTHEE, FUMINEEY90MmT
REFFEER,

When tool is used on roughing and semi-finishing and it has a big abrasion,
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
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