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B [ImE 7 Carbon Steels- Prehandened Steels Hardened Steels Hardened Steels High Speed Tool Steels
Waork Material [ S50C - NAKES - NAKBO - HPALT | HPAA-28 - STAVAX - SKD&T SKD11 - PDB13 SKH
{~43HRC) {~~55HRC) {(~~62HRC) {(~~65HRC)
e AMHRRIE | AR ERE | SR | HaEE ERE | SR | HaEE ERE | SR | HaEE tERE
T2 Effactive SpindleSpesd | Feed | Depth of Cut |SpindleSpesd| Fesd | Depth of Cut |SpindleSpesd | Feed | Depth of Cut |SpindleSpeed | Feed | Depth of Cut
Dia
Length

— 1 1 1 1

min” | nm/min | dpmm [demm| minT | movmin| dpmm (demm | min” | omiin | dprm | demm | min” | i | dp mm | de mm
25,000 | 2000|005 |06 73,000 | 1,800{004 |05 18000 | 1600(003 | 04 14,000 | 1,000(002 | 03
6 20,000 | 1,800(003 |06 18,000 | 1400|002 |05 14,000 | 1,2001001 | 04 | 10000 | 800|0.007 | 03
8 18,000 | 1600|003 | 06 16,000 | 1,200|002 | 05 12,000 | 1,0001001 | 04 8,000 | 6580|0005 0.3

EE 10 16,000 | 1,200{002 | 06 14,000 | 1,000{001 |05 10,000 | 800|0.007 | 04 6,000 | 500|0005 | 0.3
EE’ %g 6 20,000 | 1,800{004 |07 18,000 | 1,400|003 | 06 14,000 | 1,200|002 | 05 10,000 | 800|001 | 0.4
A 12 8 18,000 | 1600|004 | 07 16,000 | 1,200|002 | 06 12,000 | 10000001 | 05 8,000 | 6850|0007 | 0.4
B 10 16,000 | 12001003 |07 12,000 | 1,0001002 | 06 10,000 | &50(001 | 05 8,000 | 600|0005 | 0.4
ﬁ%% 12 14,000 | 1,200|002 | 07 10,000 | 1,000{001 | 06 3,000 | 800(0007 | 05 7000 | 500|0005 | 0.4
JJSF.!'!‘ 6 23000 | 20001006 [0S | 20000 | 1,600{004 [075 | 18000 | 1400|005 | 06 14,000 | 10001002 | 0.45
Eﬁ 8 20,000 | 1,500(006 |08 18,000 | 1,2001003 | 075 | 14000 | 1200|1003 | 06 10,000 | 750|001 | 0.45
15 10 20,000 | 1,600{004 |09 16,000 | 1,000|1003 | 075 | 14000 | 1000|002 | 06 10,000 | 700|001 | 0.45

12 16,000 | 1400|004 | 09 14,000 | 1,000|1002 | 075 | 12000 | 850|002 | 06 8,000 | 620|0007 | 0.45
14 14,000 | 1200|1003 |08 12,000 | 800|002 | 075 | 10000 | 750|001 | 06 7.500 | 500|0.007 | 0.45
16 12,000 | 1,000(002 |09 10,000 | 7201001 | 075 9000 | 6000|0007 |06 6,800 | 400|0.005 | 0.45
6 20,000 | 2000(007 |1 18,000 | 1,800{005 |08 15,000 | 1500|004 | 07 12,000 | 1,2001003 | 05
8 18,000 | 1,800|0.06 |1 16,000 | 1600|004 | 09 12,000 | 1,2001003 | 07 9,500 | 10001002 | 05
I 10 16,000 | 1600|1006 |1 14,000 | 1,400|004 | 08 12,000 | 10001003 | 07 3500 | S00(002 |05

1.8 12 14,000 | 1,400\ 005 |1 12,000 | 1,2001002 | 08 10,000 | 1,0001002 | 07 8200 | 800(001 |05
14 14,000 | 1,400|005 |1 12,000 | 1,200{002 |08 10,000 | 860|002 | 07 8,200 | 72010001 | 05
16 12,000 | 1,2001004 |1 10,000 | 10001002 |09 3200 | &00(001 | 07 7500 | 680|0007 | 05
18 10,000 | 1,000)1004 |1 9200 | 820|002 |09 8500 | 740|001 |07 6,000 | 640|0007 | 0.5
6 200000 | 2000(008 1.2 18,000 | 1,800|0.06 |1 15000 | 15001005 | 08 12,000 | 1,200|003 | 06
8 18,000 | 1.8001007 | 1.2 16,000 | 1600|005 |1 12,000 | 1200|004 | 08 9,500 | 1,000|1002 | 06
I 10 16,000 | 1600|006 |12 14,000 | 1,40010.05 |1 12,000 | 1,0001004 | 08 9500 | 500|002 | 06
12 14,000 | 1400|005 | 1.2 12,000 | 1,200|0.04 |1 10,000 | 1,000{003 | 08 8200 | 800|001 | 06

2 14 14,000 | 1400|004 |12 | 12000 | 1200|003 |1 10,000 | 860|002 | 08 8200 | 720|0007 | 0.6

16 12,000 | 12001004 |12 | 10,000 | 10001003 |1 2200 | 800|002 |08 7500 | 6850|0007 | 06

18 10,000 | 1000(002 |12 9200 | 8200002 |1 8500 | 740|001 |08 6,000 | 640|0005 | 06

— 20 10,000 | 800({003 |12 5,200 | 760|002 |1 8500 | 680|001 |08 6,000 | 520|0005 | 0.6
8 16,000 | 2000|008 |15 | 14000 | 1600(1007 | 125 | 10,000 | 1,400{005 |1 8000 | 1000003 | 075

12 14,000 | 16001007 |15 | 12000 | 140001006 | 125 | S600 | 12000004 |1 7500 | 960|002 | 075

25 16 12,000 | 1400|006 |15 | 10000 | 120001005 | 125 | 8500 | 1.000(002 |1 7000 | 800|001 | 075

20 10,000 | 1,200|006 |15 8200 | 1,000(005 | 125 | 750010000002 |1 5000 | 800(007 | 075

- 25 8,000 | 1000(005 |15 7000 | 800|003 | 125 6500 680|001 |1 4500 | 550|0.005 | 0.75
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INTHAs. Carbaon Steels- Prehardenad Steels Hardened Steels Hardened Steels High Speed Tool Steels
Work Matenial || S50C - NAKES « NAKSO HPM-1 | HPM-38 - STAVAX - SKD6&1 SKD11 - PD&13 SKH
{~43HRC) [~~B5HRC) [~62HRC) [~65HRC)
P ZEAEI | HE TRE | oasE | Rk TRE | oasE | Rk TRE | oS | Hake Pl s
T4z Effoctive Spindle Spezd| Feed | Depthof Cut |SpindleSpeed| Feed | Depth of Cut |SpindieSpeed| Feed | Depthof Cut |SpindleSpesd| Feed | Depth of Cut
bz Length
mirt | mdvin | Ap e {demm)| et | medin | @peem | demm | min? | movmin | Qpemm | demm | mine [ mmdin | 8p | de mm
8 16,000 | 2000{0.15 | 1.8 14000 | 1,800(01 1.5 onon | enofony | 1.2 §,000 | 120001005 | 0.9
12 14,000 | 1,800{0.1 1.8 12,000 | 1600(008 | 15 9,200 [ 1400{006 | 1.2 7,200 | 1000|004 | 05
3 16 12,000  1,6001008 [ 1.8 10,000 | 1400(007 | 15 8500 | 12001005 [ 1.2 6,500 8001003 | 09

20 10,000 | 1,600{008 | 1.8 5,000 | 1400|007 | 1.5 7800 [ 1200{004 | 1.2 5,800 | 800{002 | 08
25 5,000 | 1400|007 | 1.8 8,200 | 1,200{006 | 15 7000 10001003 | 1.2 5000 720{001 |08
30 8,000 | 14001005 | 1.8 7000 12001005 [ 1.5 6,500 | 10001002 | 1.2 4500 [ 650|10.007 [ 09
12 12,000 | 2000|102 Zh 3,500 | 20001015 8000 | 16001008 | 16 7000 [ 10001006 [ 1.2
16 10,000 | 2,000(015 [ 25 8,000 | 1800101 7000 | 1400]006 | 1.6 5,000 [ 12001005 [ 1.2
20 8500 1.8001012 | 25 7,000 | 16001008 6,500 | 12001005 | 16 5500 [ 1000|1004 [ 1.2
4 25 8,000 | 160010, 75 6,000 | 1400007 5200 12001004 | 16 4500 [ 10001003 [ 1.2
30 6,800 | 1400|008 | 25 4,800 | 1.000]0.05 4200 850|003 | 16 3500 [ 620|002 [ 1.2
35 5500 | 1,0001007 | 25 4200 880|004 3800 [ 7201002 |16 3000 550(001 [ 1.2
40 4000 800|005 | 25 3600 7201005 | 2 3000 6001001 | 16 2500 [ 40010007 [ 1.2
16 10,000 | 2000102 o 7000 18001012 | 25 5500 | 16001008 | 2 4500 [ 10001006 [ 1.5
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25 8,000 | 1,600{015 | 3 5800 | 1400|007 | 25 4200 1,200{005 | 2 3000 | 800j003 15
° 35 6,000 | 1,200]0. 3 4200 5900|005 | 25 3500 [ &00f003 | 2 2500 [ 600|002 [ 15
50 3500 7501007 | 3 2800 6201003 | 25 2500 500)002 | 2 1500 35001007 [ 15 —
20 a000 | 2o00{025 |4 6,500 | 1600{018 | 3 4500 [ 1400{008 | 24 3500 [ 920|006 [ 1.8
30 7,000 1600102 4 4500 12001012 | 3 3500 | 10001006 | 24 2500 [ 660|004 [ 1.8
b 40 4500 12001015 | 4 3,000 | 10001008 | 3 2500 [ 8001003 [ 24 2000 550({002 |18

50 3000 | 8501071 4 2500 700|005 | 3 2000 5001002 | 24 1500 3801007 |18
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¥ These recommended cutting conditions indicate just reference It should be adjusted according to milling shape 2nd machine type
¥ ap Axial depth of cutting, @eRadial depth of cutting
¥ Recommend to use oil mist coalant for machining hardened steel
¥ Recommend to apply herical or ramping for approaching into axial direction
¥ Adjust feed rate 50% lower and cutting depth (2e) 30% lower for milling deepwall area When L/D exceeds 8 for stable milling
¥ For slotting, recommend reciprocating milling by adjusting feed & dpin below 50% of recommended milling condition.
XK Reduce both spindle speed and feed at same rate forchattering and also for insufficient spindle speed of a machine
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