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Recommended Milling Conditions

BN RS BEN
NI Hardened Steels Hardened Steels High Speed Steels

Work Material STAVAX - SKD61 SKD11 « ELMAX SKH + HAP

(~52HRC) (~62HRC) (~68HRC)

5 ik IRE HARE | TR IRE HARE | TR IRE HARE | EHEER

RIkER| = Depth of Cut Feed |SpindleSpeed| Depth of Cut Feed |SpindleSpeed | Depth of Cut Feed | Spindle Speed
Radius Neck Taper | Under Neck

Angle Length

dpmm | de mm |mm/min| min" | Ap mm | demm [mm/min| min" | dpmm | de mm |mm/min| min°

1.5 |0.003/0.005| 140 [40,000|0.003]0.003| 120 |40,000{0.002|0.003| 100 |40,000
2 0.003]0.003| 120 ]40,000]0.002|0.003| 100 [40,000{0.002|0.002] 80 |40,000
1.5 |10.003|0.005| 160 |40,000(0.003|0.003| 140 |40,000|0.002|0.003| 120 |40,000
2 0.003|0.003| 140 |40,000]0.002|0.003| 120 |40,000(0.002|0.002| 90 |40,000
1.5 |0.003/0.005| 200 [40,000|0.003]0.003| 160 |40,000{0.002|0.003| 140 |40,000
2 0.003/0.003| 160 [40,000|0.002|0.003| 140 |40,000{0.002|0.002| 100 |40,000
0.003]0.005| 240 ]40,000]0.003|0.003| 200 |40,000{0.002|0.003| 160 |40,000
0.003|0.003| 200 |40,000]0.002|0.003| 160 |40,000(0.002|0.002| 120 |40,000
0.005/0.005| 200 |40,000|0.005|0.005| 160 |40,000{0.003|0.005| 120 |40,000
0.003]|0.005| 160 [40,000|0.003|0.003| 120 |40,000{0.002|0.003| 100 |40,000
0.005| 0.005| 240 ]40,000]0.005|0.005| 200 |40,000{0.003|0.005| 160 |40,000
0.003|0.005| 200 |40,000]0.003|0.003| 160 |40,000(0.002|0.003| 120 |40,000
0.005/0.005| 320 |40,000|0.005|0.005| 240 |40,000|0.003|0.005| 200 |40,000
0.003]| 0.005| 240 [40,000|0.003|0.003| 200 |40,000{0.002|0.003| 160 |40,000
0.005| 0.005| 400 |40,000]0.005|0.005| 300 |40,000{0.003|0.005| 240 |40,000
0.003|0.005| 300 |40,000]0.003|0.003| 240 |40,000(0.002|0.003| 180 |40,000
0.007/0.01 | 320 |40,000(0.005/0.01 | 240 |40,000|0.005]|0.005| 160 |40,000
0.005|0.005| 240 [36,000|0.005|0.005| 180 |36,000{0.003|0.005| 120 |36,000
0.007/0.01 | 400 |40,000|0.005/0.01 | 300 |40,000|0.005|0.005| 200 |40,000
0.005| 0.005| 320 |36,000]|0.005|0.005| 240 |36,000(0.003|0.005| 160 |36,000
0.007/0.01 | 480 |40,000(0.005/0.01 | 360 |40,000]0.005]|0.005| 240 40,000
0.005|0.005| 400 [36,000|0.005|0.005| 320 |36,000{0.003|0.005| 200 |36,000
0.007/0.01 | 540 |40,000|0.005/0.01 | 400 |40,000|0.005|0.005| 300 |40,000
0.005|0.005| 480 [36,000|0.005|0.005| 360 |36,000{0.003|0.005| 240 |36,000
0.01 |0.01 | 400 |36,000(0.005/0.01 | 320 |36,000|0.005|0.005| 240 |36,000
0.005/0.01 | 320 |32,000(0.005|0.005| 240 |32,000|0.003]|0.005| 160 |32,000
0.01 [0.01 | 480 [36,000|0.005/0.01 | 400 |36,000|0.005|0.005| 300 |36,000
0.005/0.01 | 400 [32,000|0.005|0.005| 320 |32,000|0.003|0.005| 240 {32,000
0.01 |0.01 | 640 |36,000/0.005/0.01 | 480 |36,000|0.005|0.005| 360 |36,000
0.005/0.01 | 540 |32,000(0.005|0.005 400 |32,000|0.003]|0.005| 300 |32,000
0.01 [0.01 | 720 |36,000|0.005/0.01 | 540 |36,000|0.005|0.005| 400 |36,000
0.005/0.01 | 640 [32,000|0.005|0.005| 480 |32,000|0.003|0.005| 360 |32,000
0.01 |0.01 | 480 [36,000/0.005/0.01 | 400 |36,000|0.005|0.005| 300 |36,000
0.005/0.01 | 400 |32,000(0.005|0.005| 360 |32,000|0.003]|0.005| 240 |32,000
0.01 |0.01 | 640 |36,000(0.005/0.01 | 480 |36,000|0.005|0.005| 400 |36,000
0.005/0.01 | 540 [32,000|0.005|0.005| 400 |32,000|0.003|0.005| 300 |32,000
0.01 |0.01 | 800 [36,000|0.005/0.01 | 640 |36,000|0.005|0.005| 480 |36,000
0.005/0.01 | 720 |32,000(0.005|0.005| 540 |32,000|0.003]|0.005| 400 |32,000
0.01 |0.01 | 900 |36,000(0.005/0.01 | 720 |36,000|0.005|0.005| 540 |36,000
0.005/0.01 | 800 [32,000]|0.005|0.005| 640 |32,000{0.003|0.005| 480 |32,000
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Recommended Milling Conditions

SRR SRR R
NIt Hardened Steels Hardened Steels High Speed Steels
Work Material STAVAX - SKD61 SKD11 « ELMAX SKH - HAP
(~52HRC) (~62HRC) (~68HRC)
5 i TIRE BHAREE | TR TIRE BHAREE | IR TIRE BHAREE | IR
(RERKHZ N =5 = Depth of Cut Feed |[SpindleSpeed| Depth of Cut Feed |[SpindleSpeed| Depth of Cut Feed  |Spindle Speed
Radius eck Taper | Under Neck
Angle Length ) 3 ) 3 ) 1
dpmm|{demm| mm/min | min" [dpmm|demm | mm/min | min" |dpmm|demm| mm/min | min
30" 8 0.010.02 | 900 |20,000{0.01 | 0.02 | 800 |20,000{0.01 |0.01 640 120,000
10 0.010.02 | 720 |16,000{0.005| 0.01 640 |16,000{0.005|0.005| 480 |16,000
1 8 0.010.02 | 1,000 |20,000{0.01 | 0.02 | 900 |20,000{0.01 |0.01 800 [20,000
05 10 0.01|0.02 | 800 |16,000{0.005| 0.01 720 |16,000{0.005|0.005| 640 |16,000
' 1° 30" 8 0.01]0.02 | 1,200 |20,000{0.01 | 0.02 | 1,000 |20,000{0.01 |0.01 900 |20,000
10 0.01 ] 0.02 | 900 |16,000]0.005| 0.01 800 |16,000{0.005/0.005] 720 |16,000
2 8 0.010.02 | 1,400 |20,000{0.01 | 0.02 | 1,200 |20,000{0.01 |0.01 | 1,000 |20,000
10 0.01 | 0.02 | 1,000 |16,000{0.005| 0.01 900 |16,000{0.005|0.005| 800 |16,000
30" 10 0.02 ] 0.02 | 800 |16,000/0.015/ 0.02 | 900 |16,000{0.01 |0.015] 600 |16,000
15 0.01]0.02 | 540 |12,000/0.01 | 0.01 480 |12,000{0.005/0.01 400 {12,000
1 10 0.02|0.02 | 900 |16,000{0.015| 0.02 | 1,000 |16,000{0.01 |0.015] 720 |16,000
0.75 15 0.01|0.02 | 680 |12,000{0.01 | 0.01 600 |12,000{0.005|0.01 540 {12,000
' 1 30' 10 0.02 | 0.02 | 1,200 |20,000{0.015| 0.02 | 1,000 |20,000{0.01 |0.015] 900 {20,000
15 0.01]0.02 | 900 |16,000{0.01 | 0.01 | 800 |16,000({0.005/0.01 720 {16,000
> 10 0.02 | 0.02 | 1,400 |20,000{0.015| 0.02 | 1,200 |20,000{0.01 |0.015| 1,000 {20,000
15 0.010.02 | 1,000 |16,000{0.01 | 0.01 900 |16,000{0.005|0.01 800 |16,000
30" 16 0.02|0.03| 720 |12,000{0.015] 0.03 | 540 |12,000{0.01 {0.02 400 [12,000
20 0.02 | 0.02 | 400 | 8,000/0.01 | 0.02| 360 | 8,000(0.01 |0.01 240 | 8,000
1 16 0.02 | 0.03 | 1,000 |16,000{0.015| 0.03 | 800 |16,000{0.01 {0.02 600 |16,000
1 20 0.02 | 0.02 | 600 |12,000{0.01 | 0.02 | 540 |12,000{0.01 |0.01 400 (12,000
1 30" 16 0.02 | 0.03 | 1,200 |20,000{0.015| 0.03 | 1,000 |20,000{0.01 {0.02 800 [20,000
20 0.02 | 0.02 | 900 |16,000/0.01 | 0.02 | 800 |16,000(0.01 |0.01 600 {16,000
> 16 0.02 | 0.03 | 1,400 |20,000{0.015| 0.03 | 1,200 |20,000{0.01 |0.02 | 1,000 |20,000
20 0.02 | 0.02 | 1,000 |16,000{0.01 | 0.02 | 900 |16,000{0.01 |0.01 800 (16,000
1 UIRENTRENLI. HININNEAE. BREVRRIENZSKEEHTEE.,
X2 NI (ST SR TREEN TN TER RIS,
¥3 RAEIRTINY, BUEER L EREEEMHERAELRE, hoh, FHERGEE, BLAERAIEL R,
¥4 RASHHANINING, BEIERSELENTIBRNTS,
¥5 MITRAN, BEFRERLANRIENRAER TSI,
N X6 BIEBAHELHT o
& E 31 Max. Depth of Cut for semi-finishing and finishing. Adjust milling conditions depending on the rigidity of the machine
Notes and desired accuracy.
3%2 Obtain uniform stock amount on the cutting surface in the pre-stage cutting (semi-finishing).
3% 3 Reduce both spindle speed and feed at same rate for chattering and also for insufficient spindle speed of a machine.
%4 Required careful set up of milling conditions, tool path and etc. at cutting parts, such as corners where will become
overloaded.
%5 Coolant supply and chip disposal in the deep portion are very important.
36 Oil mist coolant is recommended.
FEREEEm
nuI{a{iﬁ *EHHIE (ﬁé) IHTRE Top of work material
O ER/VZECBNH IR, BMIE(RE)YIHETER, R SHNTER
O T1ERIESH/ T, When using small CBN End Mill, uniform finishing allowance (stock amount) is S
important.

Minimize the deflection of cutting edge.

Q HINT - PREMNTERDEERIAN, PRENITABNINRES

Q FRYIE MM BER R RIK RS, TR, M) E&aMNTHEE, FUMINEEY90MmT
TERRENG LY. REFHEE,

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

To understand the nature of the expansion of the finishing allowance (stock amount) on semi-finishing and finishing is increasing
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.
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