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Recommended Milling Conditions
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(R)ﬂz*:‘:é Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
Radius min”' mm/min min”' mm/min min”' mm/min min”' mm/min min’' mm/min
0.05 50,000 200 | 50,000 150 | 50,000 100 50,000 250 | 50,000 250
0.1 50,000 400 [ 50,000 340 | 50,000 200 50,000 500 [ 50,000 500
0.2 50,000 630 | 50,000 600 | 50,000 630 50,000 600 | 50,000 600
0.3 50,000 930 | 50,000 940 | 48,000 900 50,000 750 | 50,000 750
0.4 50,000 | 1,200 | 48,000 | 1,200 | 36,000 900 50,000 | 1,000 | 50,000 | 1,000
0.5 48,000 | 1,430 [ 38,000 | 1,200 [ 29,000 900 50,000 | 1,250 | 48,000 | 1,000
1 24,000 | 1,160 | 19,000 800 | 14,300 600 48,000 | 2,400 | 24,000 | 1,200
1.5 16,000 930 | 13,000 600 9,600 460 32,000 | 2,400 | 16,000 | 1,200
2 12,000 930 [ 10,000 570 7,200 450 24,000 | 2,400 | 12,000 | 1,200
2.5 9,600 930 8,000 560 5,700 450 19,000 | 2,400 9,600 | 1,200
3 8,000 930 6,400 540 4,800 450 16,000 | 2,400 8,000 | 1,200
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Recommended High Speed Milling Conditions
Wgrulfli/l?f;ial Carﬁbﬁo%iels Alﬁﬁiﬂels Prehaﬁfffsteels Har?eﬁ%ftﬂeels
S50C SCM - SKD - SUS HPM -« NAK SKD61 (~52HRC)
i 250m/min 200m/min 180m/min 100m/min
ing Speed
o s FHEER HEATRE R HEBIRE R HERRE iR HERTRE
(R)zfié Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
min’' mm/min min”' mm/min min’' mm/min min’' mm/min
0.2 ~50,000 | ~1,500 | ~50,000 | ~1,200 | ~50,000 | ~1,000 | ~50,000 600
0.3 ~50,000 | ~1,500 [ ~50,000 | ~1,200 | ~50,000 | ~1,000 | ~50,000 700
0.4 ~50,000 | ~3,000 |[~50,000 | ~2,500 | ~50,000 | ~2,200 40,000 1,000
0.5 ~50,000 | ~3,000 | ~50,000 | ~2,500 | ~50,000 | ~2,200 32,000 1,500
1 40,000 5,000 32,000 3,200 29,000 2,900 16,000 1,500
1.5 27,000 5,000 21,000 3,200 19,000 2,900 10,600 1,500
2 20,000 5,000 16,000 3,200 14,000 2,900 8,000 1,500
3 13,500 3,000 10,600 2,000 9,500 1,800 5,300 1,200
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Notes
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%1 When slotting, reduce the feed by 60% from the above values.

%2 Recommended air blow or

oil mist.

%3 Under normal speed milling condition, length of overhang is 4 times Dia. as standard. When it is longer than 4 times Dia., adjust the conditions

listed above.

%4 Adjust both spindle speed and feed at the same rate.
%5 Under high speed milling condition, recommend to use a rigid machine and chuck holder.
%6 Adjust milling conditions according to the volume of depth of cut and rigidity of the machine.

%7 Use arigid machine and ch

uck holder.
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