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Side Milling | Slatting Side Milling | Slotting Side Milling | Slatting Side Milling | Slatting —
0.1 50,000 30 15 48,000 30 15 25,000 10 10 50,000 — 15
0.2 50,000 il b 48,000 &0 e 25,000 T 10 47,700 — 20
0.3 50,000 a0 35 48,000 90 35 25,000 30 15 31,800 — 20
0.4 47,700 | 130 50 45,000 | 130 50 23,000 40 20 23,900 50 25
0.5 38200 [ 130 50 37,000 | 130 50 12,000 40 20 12,100 &0 30
0.6 34,500 0 50 32,000 130 50 17,000 40 20 156,000 60 30 E
0.7 30,600 130 50 28000 130 50 15,000 40 20 13,700 60 30 gﬁ' _§ E
0.8 26,000 140 50 24,000 140 50 13,000 45 20 12,000 60 30 EE g g
0.9 22000 | 140 55 20,000 | 140 55 11,000 45 25 10,700 50 30 7
1 IR efoE =) 55 18,000 | 150 55 9,500 50 25 9,500 =) 40
.1 17500 | 150 55, 16,000 | 150 55 8,700 50 25 8,700 75 40 E
2 16,300 s by 15,000 150 b 8,100 S o 8,000 il 40 &
B 15,100 150 bl 14,000 150 Bl 7,500 50 2y 7,400 45 40 E
1.4 13,200 | 150 55 13,000 | 150 B 7,000 50 25 6,900 £ 40 g
125 12,700 | 150 E5 12,000 | 150 55 6,200 50 25 6,400 P 40 |
.6 12,000 | 150 55 11,500 | 150 BE 6,000 50 25 6,000 o 40
i 11,300 160 55 10,200 160 55 5,600 50 i 5,700 75 40
.8 10,600 160 85 16,200 160 el 5500 el 2 Hrelid) 5 40
1.9 9,900 TG 50 8500 170 50 5,000 5 30 5,000 75 40
2 9,500 170 &0 9,100 170 60 4,800 55 30 4,800 Z5 40
2.1 9,100 170 &0 8,700 170 &0 4,500 55 30 4,600 £5 40 —
2.2 8,700 i 50 £,300 174 50 4,300 5k 30 4,400 i 40
2.3 8,300 100 50 Ve o) 170 50 4,100 5 30 4,200 45 40
2.4 S 180 55 L 180 55 4,000 60 30 4,000 T 40
25 7,600 180 &5 7,200 180 &5 3,800 50 30 3,800 75 40
2.6 7,400 180 &5 7,000 180 &5 3,700 50 30 3,700 75 40 R
2.7 7,200 180 &5 5,800 180 &5 3,600 &0 30 3,600 75 40
2.8 7,000 180 55 6,500 180 55 Bl 60 30 Sy 75 40
29 6,700 190 70 5,200 190 70 3,300 60 30 3,300 ) 40
3 5,400 190 70 6,000 190 70 3,200 &5 35 3,200 30 40
35 5,500 190 70 5,100 190 70 2,700 &5 35 2,700 35 45
4 4,800 190 70 4,400 190 70 2,400 &5 35 2,400 g5 50
4.5 4,200 210 75 3,800 210 i 2,100 S0 35 2,100 a5 18]
5 3,800 2ol 75 3,400 230 Zh 1,900 Ih 40 THED Sh 50
55 BB 240 80 3,100 240 20 1,700 75 40 1,700 b 50
6 3,200 260 85 2,800 260 85 1,600 30 40 1,600 100 50
MM Side Billing M Side bMilling  &E Slotang | M Sice Milling Y25 Slotang
20 G0 1~09-00sD 2D o 25 C
¢ 1-~29=0.07D ap ap
- de $3~6=0.15D - as - 0.02D
e e
Degtjrfﬁcm ) ¢0.1~09=0010
YAl Slotting $1--2.9=0.015D
ap ¢ 3--6=0.03D ap
: e tF : Sram
% ¢15~35-05D 8051 4=007D
¢4~6=0.75D ¢15~35=0.2D —
{D : 748 Dia ) ¢ 4~6=0.3D
K IBIRE RN TR S B S 8
KB ERRIEI AR,
KB ERRNMEE AR TR .
& = H{EFEETHEBE TINTA | RIBHEEF R ER R A ETRISE,
Notes ¥ adjust milling condition conforming to machine rigidity and clamping condition
¥ Use cutting fluid with smoke retardant.
¥ Use rigid and precise machine and chuck holder
¥ Aadjust milling condition with caution forchip evacuation and smoke generation when milling with water-insaluble cutting fluid.
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