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Recommended Milling Conditions
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Work Material Carbon Steels Alloy Steels Stainless Steels Prehardened Steels
or S50C SKD + SCM SUS304 HPM - NAK (~40HRC)
C tﬂHUEE 90m/min 50m/min 35m/min 55m/min
utting Speed
HHARE HRRE HRRE HRRE
FIEER Feed TR Feed F IR Feed TR Feed
4 2 Spindle Spindle Spindle Spindle
Dia. peed | e | ot | i | P! | smet | o | m | P | sEw | o | | P | e | o | miE
Plunging (Slotting| Side Milling Plunging |Slotting|Side Milling Plunging |Slotting|Side Milling Plunging |Slotting| Side Milling
min’' mm/min min’' mm/min min’' mm/min min mm/min
1 15,000| 70 |200| 400{15,000| 40| 100|210 (10,000 20 70 | 200 |15,000| 50 | 100 | 200
1.5 13,000| 70 |250| 500{13,000| 40| 120|270 7,000 20 70 | 250 |13,000| 50 | 130 | 250
2 11,000| 100 | 300 | 600f 8,000 50| 140|290 | 5,000 20 751|250 |10,000| 70 | 150 | 300
25 10,000 | 100 | 400 | 700 7,000 60 | 160 | 330 | 4,000| 20 | 75250 8000| 90| 170 | 350
3 9,600 | 200 | 550 | 800| 5,300| 80 | 200 | 400 | 3,600| 20 | 100 | 250 | 5,800 100 | 250 | 400

4 7,200| 210 | 650 | 900| 4,000 100 | 250 | 400 | 2,800 30 | 100 | 250 | 4,400| 110 | 250 | 400
5 5,700 | 260 | 700 |1,000| 3,200 | 100 | 250 | 450 | 2,200| 40 | 120 | 300 | 3,500 120 | 300 | 500
6 4,800| 300 | 720 |1,200{ 2,700 | 130 | 300 | 450 [ 1,800| 40 | 120 | 300 | 3,000| 130 | 330 | 600
7
8

4,100 | 300 | 740 |1,100( 2,300| 120 | 300 | 450 | 1,600| 40 | 120 | 300 | 2,500| 110 | 330 | 600
3,600 | 300 | 760 |1,000] 2,000 100 | 300 | 400 | 1,400 30 | 120 | 300 | 2,200| 100 | 330 | 600

9 3,200 300 [ 770 | 900| 1,800| 80| 250|380 1,200 20 | 100|300 | 1,900| 90 | 250 | 500
10 3,000 | 300 [ 800 | 900 1,600| 80| 200|350 1,1700| 20 | 100|300 | 1,700| 80 | 200 | 400

11 2,800 | 300 |760| 850( 1,500| 80200 |350| 1,000f 20 | 100|280 | 1,600| 80 | 200
12 2,600| 280 | 740 | 850/ 1,400| 70| 180 | 340 900| 20 | 100 | 270 | 1,500 70| 180

NI Side Milling F1& Slotting + o
tJJ,STEE —T H ap P IEEdt?edSteel
Depth of Cut 15D Ap  $1~2.9=0.5D(SKD - SCM - SUS304=0.25D)
I ¢3~12=1D(SKD - SCM - SUS304=0.5D)
jr 0.3D(SUS304=0.2D)
— | -———

(D:41MZ Dia)
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Notes %1 Adjust Depth of Cut according to machine rigidity.
Final milling conditions are subject to machining profile, purpose and machine status.
%2 Adjust both spindle speed and feed at the same rate.
%3 Air blow is recommended.
%4 Water-insoluble fluid is recommended for cutting stainless steels.
%5 Adjust milling condition with caution for chip evacuation and smoke generation when milling with water-insoluble fluid.
36 Using water-insoluble fluid could lead to fires due to sparks generated during machining or heat caused by breakage.
Ensure that you take proper fire-prevention measures.
%7 Step machining is recommended for plunging stainless steels.
%8 Chip disposal is important.
39 Use a rigid and precise machine and chuck holder.
%10 Overhang of end mill should be as short as possible from spindle nose.
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