MTB230

TIRIS#HSER

Recommended Milling Conditions

BEW - A2 - BER —
Carbon Steels - Alloy Steels et Sk e
T A Prehardened Steels (52HRC) Aluminium Alloy + Copper
Work Material S50C - SKD - NAK
E ol PaLi]
Slotting Slotting Slotting
B TR HEGRE TIRE TR BHEARE IRE FIEER BHEARE IRE
i;ﬁg;ﬂf@ T:per Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut
Radius | angle min”' mm/min | ap mm min’' mm/min | ap mm min”' mm/min | ap mm
1° | 40,000 90 0.005 40,000 60 0.003 40,000 100 0.006
2° | 40,000 100 0.006 40,000 70 0.004 40,000 110 0.007
RO.1 3° | 40,000 120 0.006 40,000 80 0.004 40,000 140 0.007
’ 5° || 40,000 130 0.007 40,000 90 0.005 40,000 140 0.008
R 7° || 40,000 160 0.007 40,000 100 0.005 40,000 180 0.008
SIS 10° || 40,000 180 0.008 40,000 120 0.005 40,000 200 0.01
S 1° || 40,000 120 0.005 40,000 80 0.004 40,000 140 0.006
Coating 2° | 40,000 130 0.005 40,000 90 0.004 40,000 140 0.006
3° | 40,000 140 0.006 40,000 100 0.004 40,000 160 0.007
RO.15 5° | 40,000 150 0.006 40,000 100 0.005 40,000 170 0.007

7° | 40,000 180 0.007 40,000 120 0.005 40,000 200 0.008
10° | 40,000 210 0.008 40,000 140 0.005 40,000 230 0.01
15° || 40,000 240 0.01 40,000 160 0.007 40,000 260 0.012

1° || 40,000 390 0.015 40,000 260 0.01 40,000 430 0.018

2° | 40,000 400 0.015 40,000 260 0.01 40,000 440 0.018

3° | 40,000 | 420 002 | 40,000 | 280 0.013 | 40,000 460 | 0.024
RO.2 | 5° | 40,000 | 430 0.02 | 40,000 | 290 0.013 | 40,000 470 | 0.024
O 2B p 7° | 40,000 | 450 0.02 40,000 | 300 0.013 | 40,000 500 | 0.024
10° | 40,000 | 470 002 | 40,000 | 310 0.013 | 40,000 520 | 0.024
O JHERP 15° | 40,000 | 500 002 | 37,000 | 310 0.013 | 40,000 550 | 0.024
1° | 40,000 | 420 0.015 | 38000 | 260 0.01 40,000 460 | 0.018
O B p 2° | 40,000 | 430 0.02 37,000 | 260 0.013 | 40,000 470 | 0024
3° | 40,000 | 440 002 | 36,000 | 260 0.013 | 40,000 490 | 0.024

O BEEf 2y Ro.25| 5° | 40,000 | 450 0.025 | 35000 | 260 0.017 | 40,000 500 | 0.03
7° | 40,000 | 480 0.03 34,000 [ 270 0.02 | 40,000 530 | 0.036
10° | 40,000 | 510 0.03 32,000 | 270 0.02 | 40,000 560 | 0.036
15° | 40,000 | 540 0.03 29,000 | 270 0.02 | 40,000 600 | 0.036
1° ]| 40,000 | 500 0.03 31,000 [ 260 0.02 | 40,000 550 | 0.036

2° | 40,000 | 520 0035 | 30,500 | 260 0.023 | 40,000 580 | 0.042

3° | 40,000 | 530 004 | 30,000 | 260 0.026 | 40,000 580 | 0.05

RO.3 | 5° | 40,000 | 550 0.045 | 29,000 | 270 0.03 | 40,000 610 | 0055

7° | 38000 | 570 005 | 28000 | 280 0.033 | 40,000 660 | 0.06

10° | 35000 | 580 0.05 | 27,000 | 300 0.033 | 40,000 730 | 0.06

15° | 32,000 | 600 0.05 | 24,000 | 300 0.033 | 40,000 820 | 0.06

1° | 36,000 | 720 006 | 27,000 | 360 0.04 | 40,000 880 | 0.07

A BEE N 2° | 35000 | 720 0.065 | 26,500 | 360 0.043 | 40,000 900 | 0.8

3° | 34,000 | 720 0.07 26,000 | 360 0.046 | 40,000 940 | 0.085

O ®ezpy R035| 5° | 33,000 720 0.075 | 25,000 360 0.05 40,000 960 0.09
oPPEr 7° | 32,000 720 0.08 24,000 360 0.053 | 40,000 990 0.095

O gifﬁ 0 10° || 30,000 720 0.085 23,000 360 0.056 40,000 1,060 0.1
15° || 28,000 720 0.09 21,000 360 0.06 40,000 1,140 0.11
1° | 32,000 900 0.065 23,500 460 0.043 40,000 1,240 0.08
2° || 31,000 900 0.07 23,000 460 0.046 40,000 1,280 0.085
3° | 30,000 900 0.075 22,500 460 0.05 40,000 1,320 0.09
5° | 29,000 900 0.08 22,000 460 0.053 40,000 1,370 0.095
7° | 28,000 900 0.09 21,000 460 0.06 40,000 1,420 0.11
7] 10° || 27,000 900 0.1 20,000 460 0.066 40,000 1,470 0.12
15° || 25,000 900 0.11 18,500 460 0.073 37,000 1,470 0.13

Tapered

G-014



MTB230

RIS EER

Recommended Milling Conditions

WEM - 529 - BER ]
Carbon Steels + Alloy Steels - H dnenejsteels BEE - HES
TS Prehardened Steels ar(SZHRC) Aluminium Alloy + Copper
Work Material S50C - SKD - NAK
E ol pali
Slotting Slotting Slotting
B TR HLGRE TIRE TR HEARE TIRE TR HARE TIRE
IRSLHR T>azper Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut
Radi
| Angle min”' mm/min | ap mm min”' mm/min | ap mm min”' mm/min | ap mm
1° | 28,000 1,100 0.1 21,000 550 0.065 40,000 1,730 0.12
2° | 27,500 1,100 0.1 20,500 550 0.067 40,000 1,760 0.125

3° | 27,000 1,100 0.11 20,000 550 0.073 40,000 1,790 0.13
R0.45| 5° | 26,000 1,100 0.12 19,500 550 0.08 39,000 1,820 0.145
7° | 25,000 1,100 0.13 19,000 550 0.086 37,500 1,820 0.16
10° || 24,000 1,100 0.14 18,000 550 0.092 36,000 1,820 0.17
15° || 22,000 1,100 0.15 16,500 550 0.1 33,000 1,820 0.18 .
1° | 25,000 1,200 0.12 19,000 570 0.08 38,000 2,000 0.145 Coating
2° | 24,500 1,200 0.13 18,500 570 0.085 37,000 2,000 0.16
3° | 24,000 1,200 0.14 18,000 570 0.09 36,000 2,000 0.17

RO.5 5° || 23,000 1,200 0.15 17,500 570 0.1 35,000 2,000 0.18
7° | 22,500 1,200 0.16 17,000 570 0.105 34,000 2,000 0.19
10° || 21,000 1,200 0.17 16,000 570 0.11 32,000 2,000 0.2

15° | 20,000 1,200 0.18 15,000 570 0.12 29,000 2,000 0.21
1° | 21,000 1,300 0.13 16,000 590 0.085 32,000 2,100 0.16

2° | 20500 | 1,300 [ 0.15 | 15500 | 590 0.1 31,000 [ 2,100 | 0.18
3° | 20,000 | 1,300 | 0.16 | 15000 | 590 0.11 30,000 | 2,100 | 0.2
RO.6 | 5° | 19,500 | 1,300 0.18 | 14,500 590 0.12 29,000 | 2,100 0.22 Db
7° | 19,000 | 1,300 | 0.2 14,000 | 590 0.13 28,000 | 2,100 | 0.24
10° | 18000 | 1,300 [ 022 [ 13,000 [ 590 0.145 | 27,000 [ 2,100 [ 0.26 fem, O
15° | 16,000 | 1,300 | 0.23 [ 12,000 | 590 0.15 25000 | 2,100 | 0.28
1° | 17,000 | 1,300 015 | 13,000 | 600 0.1 25000 | 2,100 | 0.17 pAER O
2° | 16500 | 1,300 | 0.17 | 12,500 | 600 0.11 24,500 | 2,100 | 0.2
3° | 16,000 | 1,300 0.18 | 12,000 600 0.12 24,000 | 2,100 0.22 H 2EREd
RO.75| 5° | 15500 | 1,300 | 0.2 11,500 | 600 0.13 23,000 | 2,100 | 0.24

7° | 15,000 1,300 0.22 11,000 600 0.145 22,500 2,100 0.25
10° | 14,000 1,300 0.24 10,500 600 0.16 21,000 2,100 0.27
15° | 13,000 1,300 0.25 10,000 600 0.165 20,000 2,100 0.29

1° | 16,000 1,400 0.15 12,500 620 0.105 23,500 2,300 0.19

2° | 15,500 1,400 0.17 12,000 620 0.11 23,000 2,300 0.22
3° | 15,000 1,400 0.18 11,500 620 0.12 22,500 2,300 0.23
RO.8 5° || 14,500 1,400 0.2 11,000 620 0.13 22,000 2,300 0.25

7° | 14,000 1,400 0.22 10,500 620 0.145 21,000 2,300 0.26
10° || 13,000 1,400 0.24 10,000 620 0.16 20,000 2,300 0.29

15° | 12,000 | 1400 | 025 9500 | 620 | 0165 | 18000 | 2300 | 0.3
1° ] 13,000 | 1,200 | 018 | 10,000 | 600 | 012 | 19,000 | 2000 | 021  yEEE
2° | 12500 | 1,200 | 0.2 9,500 | 600 | 013 | 18500 | 2,000 | 0.24
3° | 12000 | 1,200 | 022 9,000 [ 600 [ 0.145 | 18000 [ 2000 [ 026  y#ez O
R1 5° | 11,500 | 1,200 | 0.4 8500 | 600 | 0416 | 17,500 | 2,000 | 0.29
7° | 11,000 | 1,200 | 0.26 8000 | 600 | 047 | 17000 | 2000 | 031  qg#® ()
10° | 10500 | 1,200 | 028 7,500 | 600 | 0.185 | 16,000 | 2,000 | 0.3
15° | 10000 | 1,200 [ 03 7000 | 600 | 04195 | 15000 | 2,000 | 036
1° | 10000 | 1,200 | 0.2 7500 | 600 | 013 | 15500 | 2,000 | 0.24
2° | 10,000 | 1,200 | 022 7,500 | 600 | 0.145 | 15000 | 2,000 | 0.26
3° | 95500 | 1,200 | 0.24 7,000 | 600 | 016 | 14,500 | 2,000 | 0.29
R1.25| 5° | 9,500 | 1,200 | 0.26 7000 | 600 | 017 | 14,00 [ 2,000 | 0.1
7° | 9,000 | 1,200 | 0.8 6,500 | 600 | 0.185 | 13,5500 | 2,000 | 0.3 %77
10° | 8500 | 1,200 | 03 6500 | 600 | 0.2 13,000 | 2,000 | 036 Tapered
15° | 8000 | 1,200 | 032 6,000 | 600 | 0.21 12,000 | 2,000 | 038
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MTB230

TIRIS#HSER

Recommended Milling Conditions

BEM - 229 - RN _—
Carbon Steels + Alloy Steels « Har;enejSteels BEE - HES
TS Prehardened Steels (52HRC) Aluminium Alloy + Copper
Work Material S50C - SKD - NAK
E ol Vol
Slotting Slotting Slotting
s TR BHEERE PIRE FhEEE BHGEE TIRE FHhEEE BHGEE TIRE
BRHR T:per Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut
Radi
| Angle min”' mm/min | ap mm min’' mm/min | ap mm min”' mm/min | ap mm
1° 8,300 1,200 0.22 6,300 600 0.145 13,000 2,000 0.26
2° 8,200 1,200 0.24 6,100 600 0.16 12,500 2,000 0.29
3° 8,100 1,200 0.26 6,000 600 0.17 12,000 2,000 0.31
R1.5 5° 7,800 1,200 0.28 5,800 600 0.185 11,500 2,000 0.33
a 7° 7,500 1,200 0.3 5,600 600 0.2 11,000 2,000 0.36
SIS 10° 7,100 1,200 0.32 5,300 600 0.21 10,500 2,000 0.38
o 15° 6,500 1,200 0.35 4,900 600 0.23 10,000 2,000 0.42
Coating 1° 6,300 1,100 0.25 4,700 550 0.165 9,400 1,800 0.3
2° 6,100 1,100 0.27 4,600 550 0.18 9,200 1,800 0.32
3° 6,000 1,100 0.29 4,500 550 0.19 9,100 1,800 0.35
R2 5° 5,800 1,100 0.32 4,400 550 0.21 8,800 1,800 0.38
7° 5,600 1,100 0.35 4,200 550 0.23 8,400 1,800 0.42
10° 5,300 1,100 0.37 4,000 550 0.245 8,000 1,800 0.44
15° 4,900 1,100 0.4 3,700 550 0.265 7,300 1,800 0.48
X1 RYHISHUESE, FRELRRMIN TR R SRRV RS AR TEIS .
X2 AIBISERBEB T AFRR X 209 TRE A RE F .
N FREBHZENDEIN TS AR RIHARE,
R p %3 RAEIRTIEY, BLUERINIE I MR B A TR
teoh, EHFESEA, BIABEAIEREE,
© A4 P & = ¥4 BICRAREIHIIMI AR,
Alloy Steel Notes 5 INISEENN, BIUERAHELAE .
%1 Recommend to use the milling condition as just reference. Adjust milling conditions according to machining shape and machine status.
@ RN P %2 This cutting condition assumes cutting depth of Rx2 from the tip of the tool.
Prehardened Steel Please adjust both spindle speed and feed when the slotting depth is over 2xR.
—_— %3 Reduce both spindle speed and feed at same rate for chattering and also for insufficient spindle speed of a machine.
=1 ~5p) %4 Recommend reciprocating cutting.
O eI H %5 OTI r?]ist ceoo\anet i?chomrge:dedgfor the machining of hardened steels.
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Tapered
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