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(RIBREEE Depth of Cut Feed Spindle Speed Depth of Cut Feed Spindle Speed Depth of Cut Feed Spindle Speed
s dp mm | de mm [mm/min| min” | p mm | de mm |mm/min| min' | dp mm | e mm |[mm/min|  min’
0.05 0.005 0.005 150 | 40,000 | 0.003 0.005 100 | 40,000 | 0.002 0.005 60 | 40,000
0.075 0.005 0.005 180 | 40,000 | 0.003 0.005 150 | 40,000 | 0.002 0.005 100 | 40,000
0.1 0.01 0.02 260 | 40,000 | 0.0 0.01 320 | 40,000 | 0.003 0.005 240 | 40,000
0.15 0.01 0.03 420 ] 40,000 | 0.07 0.02 360 | 40,000 | 0.005 0.01 300 | 40,000
0.2 0.02 0.06 1,000 | 40,000 | Q.02 0.05 820 | 40,000 | 0.01 0.02 480 | 40,000
0.25 0.03 0.07 1,200 [ 40,000 | 0.025 0.05 1,000 [ 40,000 | 0.015 0.03 600 | 40,000
0.3 0.05 0.1 1,600 | 40,000 | 0.03 0.06 1,200 | 40,000 | 0.02 0.05 720 ] 30,000
0.4 0.1 0.15 2,200 | 40,000 | 0.07 0.1 1,800 | 40,000 | 0.05 0.1 1,200 | 30,000
0.5 0.1 0.3 2,500 | 40,000 | 0.1 0.2 2,000 [ 30,000 | 0.08 0.1 1,400 [ 25000
0.75 0.15 0.3 3,000 | 30,000 | 01 0.3 2,500 | 30,000 | 01 0.2 2,000 | 25,000
1 0.2 0.5 3,000 | 25000 | 0.2 0.5 2,500 | 25,000 ] 015 0.3 2,000 | 20,000
1.25 0.2 0.6 3,000 | 25000 | 0.2 0.5 2,500 | 20,000 | 015 0.3 2,000 | 16,000
1.5 0.2 0.8 3,000 | 20,000 | 0.2 05 2,500 [ 18000 | 02 0.5 2,000 | 14,000
2 0.3 1.5 3,000 | 20,000 | 0.2 0.8 2,500 [ 16,000 | 0.2 0.6 2,000 [ 12,000
2.5 0.3 b 3,000 | 18000 | 0.2 1.2 2,500 | 12,000 ] 0.2 0.7 2,000 9,200
3 0.3 2 3,000 | 16,000 | 0.3 2 2,500 8,000 | 0.2 1 2,000 7,000
4 0.5 2 2500 | 10,000 | 04 12 1,800 7000 | 0.3 1 1,200 5,000
B 0.7 25 2,000 7,000 | 0.5 g 1,500 5000 | 04 1:2 1,000 4,000
& 1 5 1,500 5000 | 06 2 1,200 4,000 | 05 1.5 800 3,000
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¥ Depth of Cut, dp=Axial Depth of Cut / e=Radial Depth of Cut

FHWe recornmend using ol mist coolant

¥ Adjust bath spindle speed and feed 2t the same rate
¥ Adjust milling conditions according to the volume of depth of cut and rigidity of machine
¥ Length of tool overhang must be as short as possible
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SR SKDET-STAVAX (—~52HRC) SKE1T (~62HRC) SKH (—~B5HRC)
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(R)Eé?ﬁ:’fé Depth of Cut Feed Spindle Speed Depth of Cut Fead SpindleSpeed Depth of Cut Feed Spindle Speed
el apmm | @&@mm |mm/min| min" | @pmm | demm [mm/min| min® | @pmm | @& mm [ mm/min| min!
0.5 0.1 0.3 2,500 | 30,000 0.1 0.2 2,500 | 30000 | 008 0.1 2,000 | 30,000
1 0.2 0.6 3,000 | 20,000 W 0.6 3,000 | 20,000 R o 2,500 | 20,000
1.5 0.2 1 3,000 18,000 02 0.8 3,000 | 16,000 0.2 ith 2,000 14,000
2 0.3 135 3,000 | 15,000 0.2 1 3000 | 12000 ] 02 06 2,000 | 10,000
2.5 0.3 2 3,000 | 12,000 0.2 1.2 3000 | 10000 | 02 0.7 2,000 8,000
3 0.4 2 3,000 3,000 0.3 a2 3,000 7200 ] 0.2 i 2,000 6,800
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hotes ¥ Depth of Cut; @p=Auial Depth of Cut / Be=Radial Depth of Cut.
¥We recommend using oil mist coolant
¥ Adjust bath spindle speed and feed 2t the same rate
¥ Adjust milling conditions according to the volume of depth of cut and rigidity of machine
¥ Length of overhang is 4to 5 times Dia When it islongerthan 4 ta 5 times Dia., adjust the conditions listed above
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