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tﬂﬁ”%éﬂ%%ﬁ Recommended Milling Conditions

Wi]EkIF\A*fila\ Carbon Stﬁ%oyﬁif?ﬁﬁﬁmened Steels
SE0C « SCM - SKD « SUS - HPM « NAK o
iRE iR HHRIRE
(RIBREL2ER b3 B Depth of Cut Spindle Speed Feed
Radius Meck Taper Angle | Effective Length
dp mm de mm min? mm/min
; 1 0.01 0.071
20 2 0.005 0.005 T
1 0.01 0.01
1° 165 0.005 0.005
2 0.005 0.005
1 0.01 0.07 1
1FE0 1.5 0.005 0.01
0.1 2 0.005 0.01 20,000 ~300
1 0.01 0.01
2 1.5 0.01 0.01
2 0.01 0.071 J—
1 0.01 0.02
3° 1.5 0.01 0.02
2 0.01 0.02
5° 2 0.01 0.02
30 3 0.005 0.07
1° 2 0.005 0.01
3 0.005 0.01
e 2 0.005 0.01
g.15 1°30 3 o00n o0 20,000 ~~300
2° 3 0.01 0.02
3° 3 0.01 0.02 E
5° 3 0.01 0.02 =
2 0.01 0.02 A
30’ 3 0.01 0.02 £
4 0.01 0.02
2 0.01 0.02
1° 3 0.01 0.02
4 0.01 0.02
2 0.01 0.03
0.2 1°30° 3 0.01 0.03 20,000 ==BE0 ]
4 0.01 0.03
2 0.02 0.03
2° 3 0.02 0.03
4 0.02 0.03 o
3° 2 0.02 0.05
4 0.02 0.05
5° 4 0.03 0.05
" 3 0.01 0.02
&0 5 0.01 0.02
1 3 0.01 0.02
5 0.01 0.02 =
1°30° 3 0.01 0.03
0.25 5 0.01 0.03 20,000 sl
2° 3 0.02 0.03
5 0.02 0.03
3¢ 3 0.02 0.05
5 0.02 0.05 ]
B 5 0.03 0.05
’ 5 0.01 0.02
1 8 0.01 0.02
4 0.01 0.02
1° 5 0.01 0.02
& 0.01 0.02
g 0.01 0.02
0.3 1°30° 5 0.01 0.03 20,000 —~800
8 0.01 0.03
2° & 0.02 0.03
g 0.02 0.03
3° & 0.02 0.05
8 0.02 0.05
=il 8 0.03 0.05
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Wfﬁﬁi\a\ Carbon Stgﬁ@lloy’ieﬁjg PrﬁEﬁEned Steels
o SEOC - SCM < SKD « SUS < HPM - NAK
RE R HERIERE
RBRELE Edi=:| E=150 Depth of Cut Spindle Spesd Feed
Radius Meck Taper Angle | Effective Length z
dp mm de mm min mm/min
. 8 0.01 0.0z
= 12 0.01 0.02
1° 8 0.01 0.02
12 0.01 i
— 0.4 30— =2 - 20,000 ~1,000
7 8 0.03 0.05
12 0.03 0.05
30 8 003 GHEL
— 12 0.03 0.05
10 0.01 0.03
5 15 0.01 0.02
=G 20 0.01 0.01
25 0.005 0.005
Ik 6 0.05 0.07
?;% g R&E 10 0.02 0.05
3 Ba 12 0.02 0.05
1° 15 0.02 0.03
ﬁg 16 0.0 0.03
imEl = 20 0.01 0.02
731*% 22 0.01 0.01
*£ 25 0.005 0.01
6 0n.a7 015
8 0.05 0.1
0.5 1 g 883 882 16,000--20,000 -~1,200
- 15 0.02 0.03
e 16 0.02 0.03
20 0.01 0.05
22 0.01 0.01
— 25 0.005 0.01
36 0.003 0.005
10 0.05 0.1
r 15 0.02 0.05
20 0.01 0.03
| 10 0.07 015
3 15 0.03 0.05
20 0.02 0.05
5 15 0.07 0.7
20 0.03 0.05
5 12 0.03 0.05
— =G 24 0.01 0.01
o 12 0.03 0.05
) 24 0.01 S
12 0.03 0.05
1°30
0.6 123 ggi 88; 16,000~-20,000 ~1,200
2 24 Gt 0.03
3 12 0.04 0.07
24 0.03 0.03
o 12 0.05 o
= 24 0.03 0.05
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Wi]EkIF\A*fila\ Carbon Steels- Alloy Steels: Prehardened Steels
SEOC « SCM - SKD + 5US - HPM « NAK
iRE iR IR
(RIBREL2ER i Depth of Cut Spindle Spead Feed
Radius Meck Taper &ngle | Effective Length B
dp mm de mm min? mm/min
10 0.1 0.2
30 15 0.05 0.1
30 0.01 0.01
10 0.1 0.2
1° 15 0.05 0.1
20 0.02 0.05
30 0.01 0.01
10 0.1 0.2
1°30° 1) 0.05 0.1
0.75 30 0.01 0.02 16,000~20,000 ~1,200
10 0.1 0.3
20 1) 0.05 0.12
20 0.03 0.05
30 0.02 0.03
15 0.1 0.15
R 20 0.05 0.07
30 0.03 0.05
5 15 0.1 0.2
28.7 0.05 0.07
12 0.1 0.2
16 0.07 015
307 20 0.05 0.1
30 0.02 0.05
40 0.01 0.015
16 0.1 0.12
20 0.05 0.1
1° 25 0.03 0.05
30 0.02 0.05
35 0.02 0.05
40 0.01 0.02
12 0.15 0.3
16 @ G.15
20 0.05 0.12
1°30° 25 0.03 0.07
1 30 0.03 0.05 16,000~20,000 ~1,600
35 0.02 0.05
40 0.01 0.02
12 0.2 0.3
16 0.1 0.2
2° 20 00 0,15
30 0.03 0.1
40 0.02 0.03
12 O 0.5
16 0.1 0.3
£ 20 0.07 0.2
30 0.05 0.1
40 0.02 0.05
20 0.1 0.1
5° 26.8 0.08 0.2
38.2 0.05 a2

g,
g
E
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; B S50 - VR
WD[E\F’*-I— ‘ Carbon Steels: Alloy Steelss Prehardened Steels
S SEOC - SCM + SKD « SUS - HPM - NAK
HIRE IR HHRIRE
RBRELE Edi=:| E=150 Depth of Cut Spindle Spesd Feed
Radius Meck Taper Angle | Effective Length z
dp mm de mm min mm/min
15 0.15 i
20 0.08 0.1
30 30 0.03 0.05
40 0.02 0.03
50 0.01 0.01
15 015 s
20 0.1 0.15
1° 30 0.05 0.07
40 0.02 005
— 50 0.01 e
15 0.2 0.3
= 16,000 ~—1,600
1= 20 0.15 0.2
1°30 30 0.07 0.1
40 0.03 0.05
Bk 50 0.02 0.03
b 4 15 i 0.3
7 ) 20 0.15 0.2
J 2
30 0.1 Eeil
KE 489 0.03 0.05
= 20 0.2 0.3
ﬂg% 3 30 0.1 015
= 50 0.05 12
20 0.2 0.3
30 40 0.05 Q.1
60 0.01 0.02
2 30 02 05 14,000 1,400
1° 40 0.as 0.7
60 0.0 0.03
XEFEHISHET  SHHTEPE IR RANmAREy B | s bR SEEEE L ARREE.
l HAALUARR L R R R R,
HAAERREIEEATIHED,
& AT ARR | R B S AR
Moties ¥ When deciding milling condition in case the effective length is long and/or the neck taper angle is small, it is recommended bath
axial depth of cut and radial depth of cut values are chosen at lower level within the specified range
¥ Adjust both spindle speed and feed 2t the same rate
3 Use cutting fluid with smoke retardant
¥ We recommend using oil mist coolant for hardened steels
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