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Recommended Milling Conditions
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TR | BARE | DRE (TR | HARE | HRE | TWEE | #ARE | DRE | MR | HARE | HRE | TR | #ARE | DRE
B # Spindle Speed| Feed | Step Feed |SpindleSpeed| Feed | Step Feed |SpindleSpeed| Feed | Step Feed |SpindleSpeed| Feed | Step Feed [SpindleSpeed| Feed | Step Feed
" | mim? {mmumin| mm | mim? |mmmin] mm | mim? mmmin] mm | mim? [ momin] mme | mim? [ mmimin] mm
0.1 |[25,000, 50 | 0.02 20,000/ 40 |0.02 |17,000| 35 |0.02 |25,000] 50| 0.05 |15,000| 30 |0.005
0.15 ||25,000, 50 | 0.02 20,000/ 40 | 0.02 |17,000| 35 | 0.02 |25,000] 50| 0.05 |15,000| 30 |0.005
0.2 25,000 75 |0.04 (20,000 60 | 0.04 {17,000 50 |0.04 (25,000 100| 0.1 {15,000, 45 |0.01
0.25 25,000/ 75 | 0.04 [20,000| 60 |0.04 (17,000 50 |0.04 (25,000 100|0.2 15,000/ 45 |0.01
0.3 |20,000{ 120 | 0.05 {15,000/ 60 |0.05 [13,000/ 50 |0.05 [22,000; 400|0.3 |11,000/ 45 |0.02
0.35 |[20,000, 120 | 0.05 [15,000f 60 | 0.05 |13,000] 50 | 0.05 |22,000| 400| 0.3 |11,000| 45 |0.02
0.4 |20,000] 160 | 0.06 [15,000] 75 |0.06 {13,000 65 | 0.06 {22,000 700| 0.4 8,500/ 45 /0.04
0.45 20,000/ 160 | 0.06 [15,000| 75 |0.06 (13,000 65 | 0.06 (22,000 700| 0.4 8,500/ 45 |0.07
0.5 {18,000/ 180 | 0.1 [13,000| 100 | 0.1 (10,000 80 | 0.1 [20,000|1,000| 0.5 7,000/ 55 |0.1
0.55 ||18,000, 180 | 0.1 [13,000/ 100 | 0.1 10,000/ 80 | 0.1 ]20,000|1,000| 0.5 7,000/ 55 |0.1
0.6 18,000/ 360 | 0.15 [13,000| 100 | 0.15 [10,000| 80 | 0.15 [20,000|1,000| 0.6 7,000/ 55 (0.12
0.65 18,000/ 360 | 0.15 [13,000| 100 | 0.15 [10,000| 80 | 0.15 [20,000|1,000| 0.6 7,000/ 55 |0.12
0.7 |16,000] 480 | 0.2 [11,000| 110 | 0.2 8,000/ 80 | 0.2 |18,000/1,100| 0.7 6,000, 60 |0.14
0.75 ||16,000, 480 | 0.2 [11,000/ 110 | 0.2 8,000 80 | 0.2 [18,000{1,100| 0.7 6,000 60 [0.14
0.8 |16,000] 640 | 0.3 [11,000] 220 | 0.3 8,000/ 160 | 0.3 ]18,000/1,100| 0.8 6,000/ 120 |0.16
0.85 |16,000] 640 | 0.3 [11,000| 220 | 0.3 8,000/ 160 | 0.3 |18,000/1,100| 0.8 6,000/ 120 |0.16
0.9 |15,000] 750 | 0.4 9,000| 270 | 0.4 7,000/ 210 | 0.4 [16,000|1,200| 0.8 5,000| 150 |0.18
0.95 ||15,000, 750 | 0.4 [ 9,000/ 270 | 0.4 | 7,000/ 210 | 0.4 |16,000{1,200| 0.8 5,000/ 150 |0.18
1 15,000/ 750 | 0.5 9,000 270 | 0.5 7,000/ 210 | 0.5 [16,000/1,200] 1 5,000/ 150 |0.2
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Notes %1 Use appropriate coolant for work material and machining description.

%2 Minimize chucking runout by setting spindle speed at minimum oscillation.

(Recommend to measure actual runout at activated Spindle Speed.)
%3 Set up flat surface before start machining.
%4 Take extra care when chucking in and out.






