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Work Material NAKSO - STAVAX - SKD&1 SKDT1 + ELMAX SKH - HAP
[~~52HRC) (—~B2HRC) {(~—~68HRC)
Re FEREE | A Pl s PSR | AR tiRE PHEREE | TR
(RITRaL A E=1' Depth of Cut Feed Spindle ipeed Depth of Cut Feed Spindle Speed Depth of Cut Feed Spindle Speed E—
Fadius Effective
et pmn | @ermm | mmmin min’’ Apmm | emm | mm/min min”! apmm | demm | mm/min min”
0.1 1 0.005 1 0.005 200 40,000 |0.005 | 0.005 150 40,000 ]0.003 | 0.003 100 40,000
0.15 0.9 0.005 | 0.005 600 40,000 |0.005 | 0.005 400 40,000 ]0.003 | 0.005 300 40,000 R
’ 1.5 0.005 [ 0.005 320 40,000 |0.005 | 0.005 240 40,000 ]0.003 | 0.005 160 40,000
0.2 2 Q085 [ 500 40,000 |0.005]0.01 400 40,000 ]0.005 | 0.005 320 40,000
’ 3 0.005 1 0.005 250 40,000 |0.005 | 0.005 200 40,000 ]0.003 | 0.005 120 40,000
1.5 001 1007 1,200 40,000 |0.01 | 0.01 1,000 40,000 ]0.005 | 0.0 600 40,000 —
0.25 25 0.01 1001 720 40,000 10.01 | 0.01 600 40,000 ]0.005 | 0.01 480 40,000
b 0.01 [0.01 400 36,000 |0.005]0.01 320 36,000 ]0.005 | 0.005 240 36,000
3 0.01 ]0.02 1,200 40,000 |0.01 [0.02 500 40,000 1001 0.0 600 40,000
0.3 4 0.01 1007 540 36,000 |0.01 |0.01 400 26,000 ]0.005 | 0.0 320 36,000 —_—
’ 5 001 [0.01 360 30,000 |0.005 ] 0.01 320 30,000 10005 | 0.005 240 30,000
6 0.005 [ 0.005 240 24,000 10.005 [ 0.005 200 24,000 10.003 | 0.003 160 24,000
0.4 4 001 10.075( 1,000 40,000 |0.07 0015 800 40,000 ]0.005 | 0.0 600 40,000
’ & 0.005 | 0.07 720 30,000 |0.005]0.01 540 30,000 ]0.005 | 0.005 400 30,000 —
4 0.02 [0.03 1,600 40,000 |0.02 |0.02 1,200 40,000 10.01 |0.015 800 40,000
0.5 6 0.015 [0.02 1,200 30,000 |0.015]0.015 300 30,000 1001 007 600 30,000
’ 8 001 10.015 720 20,000 10.07 (0.0 540 20,000 10.005 | 0.01 400 20,000
10 001 1007 540 16,000 | 0.005 [0.01 400 16,000 |0.005 [ 0.005 300 16,000 I E—
0.6 6 0.02 [0.02 1,400 32,000 |0.015 0,02 1,000 32,000 1001 001 720 32,000
75 0.02 [0.03 1,600 32,000 10.015]0.03 1,400 32,000 10,01 |0.07 1,000 32,000
0.75 10 0.015]0.02 900 20,000 10.07 [0.02 720 20,000 10.01 007 540 20,000
15 001 |0.02 480 12,000 |0.01 |0.01 400 12,000 ]10.005]0.07 300 12,000 —
& 0.03 [0.05 2,400 40,000 10.03 |0.03 2,000 40,000 10.02 |0.02 1,600 40,000
8 non faos 2,000 36,000 10.02 |0.03 1,400 36,000 10.01 |0.02 1,000 36,000
1 10 002 10.03 1,600 32,000 |0.015]0.03 500 32,000 10.01 |0.015 600 32,000
14 002 ]0.02 200 20,000 [0.01 [0.02 720 20,000 10.01 |0.01 540 20,000
20 0.02 [0.02 360 5,000 [0.07 [0.02 320 8,000 1001 [0.01 240 8,000
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& = X Max depth of cut for semitinishing 2nd finishing Adjust milling canditions depending on the rigidity of the machine and
e desired accuracy.
¥ Obtain uniform stock amount on the cutting surface in the pre-stage cutting (semifinishing)
¥ Reduce both spindle speed and feed 2t same rate for chattering and also for insufficient spindle speed of 2 machine
¥ Required careful set up of milling conditions, tool path and etc at cutting parts, such as corners where will become
averloaded.
¥ Coolant supphyand chipdisposal in the deep portion are very impartant.
¥ Oil mist coolant is recommended
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