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Cuttinng_peed 50~80m/min 50~70m/min 40~60m/min 20~40m/min 60~80m/min
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Side Milling | Slotting Side Milling | Slotting Side Milling | Slotting SideMilling | Slotting Side Milling | Slotting
0.3 50,000{ 100 | 50 |50,000f 90| 35 [50,000f 85| 4031800 - 20 [50,000| 150 | 60
0.4 50,000 150 | 75 |47,700| 130 | 50 (39,800 110 | 55|23900| 50| 25 |50,000f 200 | 80
0.5 41,400| 170 | 85(38200| 130 | 50 [31,800| 110 | 55]19,100| 60 | 30 |44,600| 220 | 90
1 20,700| 210 | 100 [19,100| 150 | 55 |15900| 130 | 65| 9500| 75| 40 [22300| 270 | 95
1.5 13,800| 210 | 100 {12,700| 150 | 55 [10,600| 130 | 65| 6400| 75| 40 |14900| 300 | 100
2 10,300| 210 | 100 | 9,500, 170 | 60 [ 8000| 150 | 75| 4800| 75| 40 |11,100| 330 | 120
2.5 8300| 250 | 120 | 7,600| 180 | 65 | 6400 160 | 80| 3800| 75| 40 | 8900| 360 | 120
3 6900| 280 | 140 | 6,400| 190 | 70 | 5300|170 | 85| 3,200/ 80 | 40 | 7,400| 370 | 130
4 5200| 310 | 160 | 4,800| 190 | 70 | 4,000 170 | 85| 2400, 95| 50 | 5600| 390 | 130
5 4,100| 330 | 160 | 3,800| 230 | 75 | 3,200| 210 | 110 | 1900| 95| 50 [ 4500| 410 | 130
6 3400| 340 | 170 | 3,200| 260 | 85 | 2,700| 240 | 120 | 1,600/ 100 | 50 | 3,700| 410 | 130
7 3,000 330 | 170 | 2,700| 250 | 80 | 2,300| 230 | 120 | 1,400/ 100 | 50 | 3,200| 380 | 130
8 2,600| 320 | 160 | 2400| 240 | 75 | 2,000 220 | 110 | 1,200/ 100 | 50 | 2,800| 360 | 120 oieel
9 2300( 310 | 150 | 2,100| 230 | 75 | 1,800| 220 | 110 | 1,100/ 100 | 50 | 2,500| 350 | 120 ﬂﬁi@l
oy Steel
10 2,100| 300 | 150 | 1,900| 230 | 75 | 1,600| 210 | 100 | 1,000/ 100 | 50 | 2,200| 330 | 110
12 1,700| 270 | 140 | 1,600 220 | 70 | 1,300] 200 | 100 | 800|100 | 50 | 1,900] 320 [ 110 QRS
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Notes %1 Use cutting fluid. esin
%2 Use cutting fluid with smoke retardant.
%3 Recommend to use oil mist coolant for machining hardened steels.
%4 Adjust both spindle speed and feed at the same rate.
%5 Adjust milling conditions according to the volume of depth of cut and rigidity of the machine.
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