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Side Milling | Slotting Side Milling | Slotting Side Milling | Slotting Side Milling | Slotting
0.1 50,000 30 15 48,000 30 15 25,000 10 10 50,000 = 15
0.2 50,000 50 25 48,000 50 25 25,000 = 10 47,700 — 20
0.3 50,000 90 35 48,000 20 35 25,000 30 = 31,800 — 20
0.4 47,700 130 50 45,000 130 50 23,000 40 20 23,900 50 s
0.5 38,200 130 50 37,000 130 50 19,000 40 20 19,100 60 30
0.6 34,000 | 130 50 33,000 | 130 50 17,000 40 20 16,000 60 30
0.7 30,000 | 130 50 29,000 | 130 50 15,000 40 20 13,700 60 30
0.8 26,000 140 50 25,000 140 50 13,000 45 20 12,000 &0 30
0.9 22,000 140 55 21,000 140 58 11,000 45 25 10,700 &0 30
1 19,100 | 150 55 158,000 | 150 5 9,500 50 25 9,500 s 40
1.1 17,500 | 150 55 16,000 | 150 55 8,500 50 25 8,700 75 40
1.2 16,000 | 150 55 15,000 | 150 e 8,000 50 25 8,000 o, 40
1.3 14,500 150 B 13,500 150 55 7,200 50 25 7,400 s 40
1.4 13,000 150 5h 12,500 150 5 6,500 50 b 6,900 ‘5 40
1.5 12,700 | 150 55 12,000 | 150 55 6,200 50 25 6,400 75 40
1.6 11,200 | 150 55 11,500 | 150 55 6,000 50 25 6,000 75 40
1.7 11,300 160 55 10,900 160 55 5,500 50 Wis) 5,700 e ] 40
1.8 10,700 160 55 10,300 160 5B 5,200 50 Pie 5,300 7o) 40
149 10,100 170 50 9,700 170 60 5,000 5 30 5,000 e ] 40
2 9,500 170 &0 9,100 170 60 4,600 55 30 4,600 75 40
2.5 7,600 130 65 7,200 130 65 3,800 60 30 3,800 Pk, 40
3 5,400 190 70 6,000 190 70 3,200 65 B 3,200 80 40
4 4,600 190 70 4,400 190 70 2,400 65 35 2,400 95 50
) 3,800 230 s 3.400 230 75 1,900 75 40 1,900 o 50
6 3,200 260 85 2,800 260 85 1,600 &0 40 1,600 100 50
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Depth of Cut $0.1-09=0.01D
afE Sl 310 5=0000 -
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MNotes

¥ adjust milling condition canforming to machine rigidity and clamping condition
3 Use cutting fluid with smoke retardant.

¥ Use rigid and precise machine and chuck holder
¥ Adjust milling condition with caution for chip evacuation and smaoke generationwhen milling with water-insoluble cutting fluid




