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% ® Bz 1 15,000 70 200 4001 15,000 401 100 [ 210 | 10,000 | 20 70| 200 | 15,000 50| 100 | 200
1.5 13,000 70| 250 5001 13,000 40 | 120 | 270 7000 | 20 70 | 250 | 13000 50| 130 | 250
‘l‘_{:g 2 11,000 | 100 | 200 s00| 8,000 50| 140 | 290 5000 | 20 75 | 250 | 10,000 701 150 | 300
%%z 2.5 10,000 | 100 | 400 700| 7,000 60| 160 | 330 4000 | 20 75 | 250 8,000 90 [ 170 | 350
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4 7200 | 210 | 650 | 900 4000 | 100 | 250 | 400 2800 | 30 | 100 | 250 4400 | 110 | 250 | 400
5 5700 | 260 | 700 | 1,000 3200 | 100 | 250 | 450 2200 | 40 | 120 | 300 3500 | 120 | 300 | 500
6 4800 | 300 | 720 |1.200] 2700 | 130 | 300 | 450 1,800 | 40 | 120 | 300 3,000 | 130 | 330 | 600
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4100 | 300 | 740 11000 2300 | 120 | 300 | 450 1600 | 40 | 120 | 300 2500 | 10| 330 | 600
3600 | 300 | 760 | 1000 2000 | 100 | 300 | 400 1400 | 30 | 120 | 300 2,200 | 100 | 330 | 600
3,200 | 300 | 770 | S0Of 1,800 | &0 | 250 | 380 1,200 | 20 | 100 | 300 1,900 | 90| 250 | 500

10 3,000 | 300 | 800 Q00| 1,600 80 | 200 | 350 1,100 | 20 100 | 300 1,700 80 | 200 | 400
11 2800 | 300 | 760 8501 1,500 80| 200 | 350 1,000 | 20 100 | 280 1,600 80 | 200 | 400
12 2600 | 280 | 740 850| 1,400 701 180 | 340 900 | 20 a0 | 270 1,500 701 180 | 340
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¥ Adjust depth of cut according to machine rigidity

Final milling conditions are subject to machining profile, purpose and machine status.
¥ Adjust both spindle speed and feed 2t the same rate
3 Air blow is recommended
S ¥ MNon-water cutting fluid is recommended for cutting stainless steels
¥ Step machining is recommended far drilling stainless steels
¥ Chip disposal is important
¥ Use 2 rigid 2nd precise machine and chuck holder
¥ Overhang of end mill should be asshort as possible from spindle nose
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