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Recommended Milling Conditions
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Work Material Alloy Steels Stainless Steels Titanium Alloy Heat Resistance Alloy
oriHateria SKD - SCM SUS304 Ti-6AI-4V Inconel’718

o M Side Milling | 7J4& Slotting | {MIE Side Milling | 3#& Slotting | {MIE Side Milling | E#& Slotting | U Side Milling | Y34 Slotting
9H§ ?oﬁf TR AR | TR | HARE | TR | HARE | TR | H0RE | TR | HARE | TR | HARE | TR | HARE | TR | HhRE
Dia. Radius || SpindleSpeed Feed | SpindeSpeed | Feed | SpindleSpeed |  Feed | SpindleSpeed | Feed | SpindleSpeed |  Feed | SpindleSpeed | Feed | SpindeSpeed | Feed | SpindeSpeed | Feed o

min mm/min min mm/min|  min’ mm/min min’ mm/min|  min mm/min min mm/min min mm/min min mm/min Full Cutting Length

0.3 ||17,600(1,430/8,600| 700 (6,000 750 |6,000|600 |5,600, 750 |5,600/600|3,600| 250 {2,500 140
0.5 |17,6001,430/8,600) 700|6,000] 750 |6,000|5505,600| 750 (5,600]5503,600| 250 |2,500| 140
0.3 |13,200|1,540|6,500| 7805,200, 800 |5,200|650]4,800| 800 |4,800|6503,100| 250 |2,200| 150 .
4 | 0.5 |13,200/1,540|6,500| 780 5,200 800 |5,200| 600 [4,800| 800 (4,800 600 |3,100| 250 |2,200| 150 ;éf\;)’a%ing
1 13,200]1,540/6,500| 780 5,200 800 |5,200|550 [4,800| 800 |4,800|550(3,100| 250 |2,200| 150
0.3 |10,500|1,650|5,500| 760 |4,600] 900 |4,600| 700 )4,200] 900 |4,200|700|2,600| 300 |1,900| 160
5| 0.5 |10,5001,650/5,500| 760 4,600 900 |4,600|650 [4,200, 900 |4,200|650]2,600| 300 |1,900| 160
1 10,500|1,650|5,500| 760 4,600| 900 |4,600| 600 [4,200{ 900 |4,200| 600 [2,600| 300 |1,900| 160
0.5 || 8,800/2,420/4,300| 630 [4,200/1,000 |4,000| 400 |3,800/1,000 |3,600,400|2,1700| 300 {1,300 170

6 1 8,800(2,420/4,300| 630 [4,200/1,000 |4,000| 350 (3,800 1,000 |3,600| 350]2,100 | 300 |1,300| 170
8 0.5 | 6,600/1,980|3,300/ 560(3,600, 8503,200|3503,200| 850 |2,800/350|1,700| 300 |1,100|170
1 6,600|1,980|3,300| 5603,600, 850 |3,200|3003,200| 850 {2,800/300|1,700| 300 |[1,100|170
0.5 | 5,300/1,430|2,600| 550(3,000, 600 |2,500|300|2,600| 600 |2,100/300|1,300| 250 | 900|160
10 1 5,300|1,430]2,600{ 550|3,000] 600 |2,500|300|2,600] 600 |2,100/300(1,300| 250 | 900|160

2 5,300|1,430|2,600| 550|3,000] 600 |2,500|250 2,600 600 |2,100]250(1,300| 250 | 900|160
3 5,300(1,4302,600| 550 (3,000 600 |2,500/ 200 |2,600, 600 |2,100/200]1,300| 250 | 900|160
0.5 | 4,400/1,100/2,200| 480 (2,500| 500 |2,000|200|2,100, 500 |1,600/200| 900| 200 | 700|150
12| 1 4,400(1,100|2,200] 480 |2,500| 500 |2,000|200{2,100] 500 |1,600,200| 900| 200 | 700|150
2 4,400/1,100/2,200] 480 (2,500] 500 2,000/ 150(2,100, 5001,600[ 150] 900| 200 | 700|150
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Notes %1 Adjust milling condition conforming with machine rigidity and clamping condition.
32 The recommended milling conditions are based on milling with water-soluble fluid.
33 Adjust milling condition with caution for chip evacuation and smoke generation when milling with water-insoluble fluid.
%4 Use arigid machine and holder.
%5 Overhang of end mill should be as short as possible from spindle nose.

(The recommended milling conditions are reference values under the overhang L/D: 5D(¢ 3~5), 4D(¢ 6~8), 3D(¢ 10~12) M TEEW @
Stainless Steel

2

o
S MAg%, O

Heat Resistant Alloy

EREMT

High Efficient
Milling

F-003





