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Length apmm | demm mm/min min”’ dpmm | demm mm/min min’ apmm | demm mm/min min”!
0.3 0.005 | 0005 200 50,000 0005 [0.005 150 50,000 |0.002 | 0003 120 50,000
s 0.5 0.003 | 0003 120 50,000 0005 |0.003 100 50,000 |0.002 | 0003 80 50,000 R
0.45 |[0.005 0005 300 50,000 |0.003 | 0.005 200 50,000 (0002 0003 150 50,000
0% 0.75 (0003 | 0003 200 50,000 10003 |0.003 150 50,000 |0.002 [0.003 100 50,000
0.6 0.005 | 0.005 500 50,000 [0.005 [0.005 380 50,000 |0.003 | 0003 280 50,000
ol 1 0.005 | 0.005 300 50,000 0005 [0.005 260 50,000 |0.003 | 0003 120 50,000 —
0.9 0.005 | 0.005 800 50,000 10.005 |0.005 460 50,000 |0.003 | 0.005 360 50,000
i 1.5 0,005 | 0.005 480 50,000 |0.005 |0.005 320 50,000 |0.003 | 0.005 280 50,000
1.2 0.005 1007 1,200 50,000 0005 [0.07 §20 50,000 |0.005 | 0005 580 50,000
R4 2 0,005 1007 620 50,000 [0.005 [0.01 580 50,000 |0.005 | 0005 380 50,000 —_—
15 0.01 001 1,500 50,000 1001 0.01 1,200 50,000 |0.005 |00 860 50,000
0ds 25 0.01 001 800 50,000 1001 0.01 680 50,000 | 0005 |00 540 50,000
2] 001|002 1,600 40000 007|002 1,200 40,000 oo |00 920 40,000
0.2 4 001 |00 1,200 30,000 [001 001 960 30,000 0005 | 007 640 30,000 —
5 0.01 001 500 30,000 0005 [0.01 680 30,000 |0.005 | 0005 480 30,000
0.4 4 0.01 0.03 1,500 30,000 1007 0.02 1,200 30,000 oo 001 920 30,000
4 003 005 2,400 40000 002 003 2400 40,000 Jooz |02 1500 40,000
5 002 005 2,000 32000 002 |0.03 2,000 32000 001 |00z 1,200 32,000 —
0.5 6 002 003 1,500 25000 1001 0.02 1,500 25000 0.0 001 1.000 25,000
8 0.01 0.03 1,200 16,000 | 0.01 0.02 1,000 16,000 |0.01 001 840 16,000
10 001 |00z 500 12000 10005 [0 720 12000 |0.005 [ 0005 620 12000
0.75 s 002 003 2,000 32000 (001 |0.03 1,600 32000 001|007 1,200 32,000 —
& 005 (005 4,000 40000 003 | 0.03 4000 40000 |00z |003 2600 40,000
1 8 003 (005 3,000 32000 (002 (003 2600 32000 0.0 0.02 1,800 32,000
10 002 003 2,000 24000 007|003 1,600 24000 Joo1 |00z 1,200 24,000
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¥ Depth of Cut shows the maximum value for semi-finishing 2nd finishing
& E ¥ Depth of Cut Ap = Axizl Depth of Cut / Ae = Radial Depth of Cut

e ¥ We recommend using oil mist coolant

¥ Adjust both spindle speed and feed at the same rate

¥ Adjust milling conditions according to the volume of depth of cut and rigidity of machine
# Length of tool averhang must be as short a5 possible
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H¥Effective length 1s 5D or more : Values are reference as a target for milling surface inclined at less than a0° —
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Uniforming remaoval stock is important for machining Surface for finishing

accuracy and tool life, especially at cornerarea
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