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Recommended Milling Conditions
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B & Speed Revolution Speed Revolution Speed Revolution Speed Revolution Speed Revolution

Dia.

mim’  [mm/min| mm/rev| mim’ |mm/min| mm/rev| mim" |mm/min| mm/rev| mim" |mm/min{mm/rev| mim" |mm/min{mm/rev

0.1 |36,000/ 15 |0.0004|34,000f 10 |0.0003({20,000f 5 |0.000340,000| 45 0.0011)40,000| 35 |0.0009
0.2 32,000 30 |0.0009]30,000{ 20 |0.0007[17,000f 10 ]0.0006|36,000| 90 |0.0025|36,000| 70 |0.0019
0.3 30,000/ 60 |0.002 |28,000{ 40 |0.0014{15,000f 15 ]0.001 |34,000| 140 |0.0041{34,000] 110 |0.0032
0.4 28,000/ 90 |0.0032|26,000f 60 [0.0023[13,000f 15 |0.0012|32,000| 180 |0.0056|32,000| 140 |0.0044
0.5 26,000/ 120 |0.0046| 24,000/ 85 |0.0035( 11,000/ 20 |0.001830,000| 210 |0.007 |30,000| 170 |0.0057
0.6 |24,000| 140 |0.0058]22,000{ 100 |0.0045[10,000f 20 ]0.002 |28,000| 240 |0.0086|28,000| 190 |0.0068
0.7 |22,000] 160 |0.0073]21,000{ 120 |0.0057[ 9,000 25 ]0.0028|26,000| 260 |0.01 |26,000| 210 |0.0081
0.8 21,000/ 180 |0.0086| 20,000 140 [0.007 [ 8,000 25 |0.0031)24,000| 280 |0.0117|24,000| 220 |0.0092
0.9 20,000/ 200 [0.01 |19,000| 160 [0.0084( 7,000/ 30 |0.0043]22,000| 300 |0.0136|22,000| 240 |0.0109
AN 1 19,000| 250 |0.013 [18,000| 180 |0.01 6,500 35 ]0.005 |20,000| 360 |0.018 {20,000 300 |0.015

BE 2 10,500| 370 |0.035 [10,000| 200 |0.02 3,600/ 35 |0.01 ]20,000{ 720 /0.036 |20,000{ 600 {0.03
e 3 8,000 430 |0.054 | 6,800| 300 |0.044 | 2,500| 40 |0.016 [15,000{ 1,000 |0.067 [13,000| 760 |0.058

4 6,000 430 |0.072 | 5,200| 320 |0.062 | 2,400| 60 |0.025 | 11,000 1,000 |0.091 | 10,000 760 |0.076

5 4,800| 430 |0.09 4,200 320 |0.076 | 1,900| 60 |0.032 | 9,000|1,000|0.111 | 8,000| 760 |0.095

6 4,000| 430 |0.108 | 3,600 320 |0.089 | 1,600| 80 |0.05 7,500] 1,000 |0.133 | 6,600 760 |0.115
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O JARN P %1 Recommend drilling depth is 2D.
Prehardened Steel %2 Coolant must supply correctly to the point of drilling or flute.
%3 Adjust drilling condition conforming to machine rigidity, holder rigidity and clamping condition.
%4 Refer below table for recommended drilling condition in case of drilling on curved surface, inclined surface or semicircular hole.
%5 Minimize chucking runout.
%6 When chip can not be disposed, apply step feed.
%7 Water soluble fluid is recommended.
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Recommended Dirilling Conditions Depending on Work Shape
. FHE (RA30° LR HE (ERAARTF307) BHE FEFMT
& Slope (Inclination angle 30° lower) | Slope (Inclination angle 30° over) Curved Surface Semicircular Hole

KF 30°
30°Over
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Dia. Feed Dia. Spindle Speed Feed Dia. Feed Dia. Spindle Speed Feed
¢0.1~4.5 70% ¢0.1~45| 80% 50% ¢0.1~45| 80% 40%
¢0.1~6 90%
$4.6~6 40% $4.6~6 80% 30% $4.6~6 80% 30%

H-018





