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Recommended Milling Conditions
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S0.1 0.066 | 0.025 0.075 |R0.017%*%|20,000 5 (20,000 5 120,000 5 120,000 5
S0.2 | 0.14 0.05 0.15 R0.035*? 20,000 5 (20,000 5 120,000 5 120,000 5
S0.3 | 0.2 0.08 0.23 R0.061%*3 20,000 5 (20,000 5 120,000 5 120,000 5
S0.4 | 0.28 0.1 0.32 R0O.070 18,000 5 (18,000 5 118,000 5 118,000 5
S0.5 | 0.35 0.125 0.4 R0.088 |15,000 10 15,000 10 (15,000 10 15,000 10
S0.6 | 0.43 0.15 0.48 RO.1710 12,000 10 112,000 10 (12,000 10 12,000 10
S0.8 | 0.58 0.2 0.64 RO.130 10,000 20 10,000 20 (10,000 20 (10,000 20
S1.0 | 0.73 0.25 0.8 R0O.155 7,000 50 7,000 50 7,000 50 7,000 50
S1.2 | 0.93 0.25 1 R0O.155 6,000 80 6,000 80 6,000 80 6,000 80
S1.4 | 1.08 0.3 1.15 R0.190 5,000| 100 5,000 100 5,000 100 5,000 100
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31 This product should be used in the forward rotation.
3%2 Radial depth of cut may be divided into multiple cutting approaches by condition of spindle runout and machine.

%3 Radial depth of cut must be divided into multiple cutting approaches for the sizes, S0.1, 50.2, and S0.3.

%4 Adjust process helical final value based on measured actual Dia. of the tool if possible.

%5 Care differences of actual pilot hole Dia. caused by runout of a pilot drill and rotation.

36 Process Helical is a circular radius value of actual tool movement when helical process by MMTS.
37 Add zero-cut process in case completed thread left deflection angle.
%8 Tool overhang to be as short as possible.
%9 Extra care of handling when tool setting and measuring.
%10 Choose appropriate coolant for each working material.
%11 Care with cutting chip removal.
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