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(R ek Efrective Depth of Cut Feed Spindle Speed Depth of Cut Feed Spindle Speed
Radlte Taper Bngle | Length
dpmm de mm mm/min min’ dp mm e mm mm/min min’!
12 0.02 o 1,000 16,000 0.01 LA 800 14,000
| 16 0.01 0.1 600 12,000 0.005 gy 500 10,000
30 20 0.07 0.07 400 10,000 0.005 0.05 300 3,000
25 0.005 0.05 300 3,000 0.003 0.03 250 6,000
30 0.005 002 200 5,000 0.003 0.01 150 4,000
| 12 oS aine 1,200 16,000 i 0.1 1,000 14,000
16 0.02 D15 700 12,000 0.01 0.1 500 10,000
i 20 0.02 0.1 500 10,000 0.01 0.08 400 3,000
0.5 25 0.07 0.08 400 3,000 0.008 0.06 300 6,000
30 0.01 0.06 300 6,000 0.005 0.04 200 4,000
12 0.03 015 1,200 16,000 0.02 0.1 1,000 14,000
g e ﬁs 16 0.02 0.15 700 12,000 0.01 0.1 600 10,000
¥ = EE 1°30° 20 0.02 0.1 500 10,000 0.01 0.08 400 3,000
7] 25 0.01 0.08 400 8,000 0.008 0.06 300 5,000
30 0.01 0.06 300 5,000 0.005 0.04 200 4,000
ﬁg 7 20 0.03 0.2 700 12,000 0.02 0.15 500 10,000
%gﬁ 30 0.02 0.1 500 3,000 0.01 0.08 400 6,000
g:g 12 0.06 0.7 1,500 18,000 0.04 0k 1,200 16,000
: 16 0.04 0.2 1,200 16,000 0.02 15 950 14,000
30 20 0.02 0.1 700 12,000 0.015 0.07 500 10,000
25 0.07 0.1 500 9,000 0.01 0.07 350 7,000
30 0.01 0.05 300 7,000 0.01 0.04 200 L2ie
I 12 0.06 0.2 1,500 18,000 0.05 0.15 1,300 16,000
0.75 16 0.04 0.7 1,200 16,000 0.04 015 1,000 14,000
il 20 0.04 0.15 700 12,000 0.04 0.1 700 10,000
25 0.03 D5 600 9,000 0.01 0.1 400 7,000
- 30 0.02 o 400 7,000 0.015 0.08 270 5,000
1°30° 20 0.05 0.7 800 12,000 0.04 SRS 800 10,000
30 0.03 0.1 400 7,000 0.02 0.1 350 5,000
2° 30 0.04 0.2 500 7,000 0.03 0.15 400 6,000
12 0.1 U 1,500 16,000 0.08 0.2 1,400 14,000
16 A Gk 1,200 12,000 0.08 i 1,000 10,000
— 30’ 20 0.07 025 800 10,000 0.05 0.2 500 8,000
25 0.07 0.2 6500 8,500 0.05 0.15 500 6,500
30 0.04 o 400 7,000 0.02 0.07 300 5,000
40 0.02 007 300 5,000 0.01 0.05 200 4,000
12 0.1 0.3 1,500 16,000 0.08 0.25 1,400 14,000
1 16 0.1 0.3 1,200 12,000 0.08 RS 1,000 10,000
o 1° 20 0.08 0.25 1,000 10,000 0.06 0.2 800 3,000
25 0.08 0.7 800 8500 0.06 0.1 & 500 6,500
30 0.07 015 600 7,000 0.04 0.1 400 5,000
40 0.04 0.08 400 5,000 0.02 0.06 300 4,000
20 0.08 Bl 1,000 10,000 0.06 0.25 800 3,000
1:30° 25 0.08 0.7 800 8500 0.06 SR 500 6,500
30 (ERoE gL 600 7,000 0.04 0.1 400 5,000
40 0.04 0.08 400 5,000 0.02 0.06 300 4,000
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Wiark Material SKDET « STAVAX SKD11
{(~B2HRC) {(~62HRC)
o HE RE PHERIRE iR RE R ERIE
(RIEERE Depth of Cut Feed Spindle Speed Depth of Cut Feed Spindle Speed —
Fadi Neck Effective
Ll Taper Angle | Length
dpmm demm mmmin min! dpmm demm mmmin min’
20 0.1 5055 1,200 10,000 0.08 0.25 1,000 8,000
1 9° 25 0.1 (i 1,000 8,000 0.08 0.2 800 6,500 JE—
30 0.08 0.25 800 6,000 Q.06 0.15 600 5,000
40 0.05 0.1 500 4,000 0.03 0.08 400 4,000
15 0.2 0.4 2,000 18,000 0.1 0.3 1,600 15,000
20 0. 0.3 1,500 14,000 0.07 el 1,200 12,000
30 25 0.1 0.3 1,200 12,000 Q.07 0.2 1,000 10,000
30 0.07 0.2 1,000 8,500 0.05 0.1 700 7,000
40 0.05 0.2 600 6,000 0.02 0.1 400 4,200
15 0.7 0.4 2,000 18,000 0.1 3 1,600 15,000
20 0.1 0.3 1,500 16,000 0.08 0.7 1,200 12,000
1.5 1° 25 0.1 0.3 1,200 14,000 Q.08 0.2 1,000 10,000
30 0.08 0.2 1,000 10,000 0.06 0.15 300 7,000
40 0.os [ 700 7,000 0.04 0.08 500 4,200
30 0.08 0.2 1,000 12,000 0.06 015 800 7,000 o
130" | 40 0.07 0.1 700 8,000 0.04 0.08 500 4,200 =
50 0.05 0.1 400 6,000 0.03 0.08 300 3,500 E
7 30 0.1 i 1,500 12,000 0.08 0.3 1,200 10,000 E
40 008 0.2 800 8,000 0.06 0.7 600 7,000
30 0.3 Q5 1,500 8,500 0.2 0.4 1,200 7,000
2 1° 40 0.2 0.5 1,200 6,000 0.1 0.4 1,000 5,000
50 o] 0.3 700 5,000 il S 600 4,000
65.2 0n.os 0.2 400 4,000 0.03 0] 300 3,000 |
X AETRIIRT | ELUERRN R R A AR . st iR | L UERRIEEEE,
HINTHERT | Em RS R s R HIE R S Ines.,
¥R EREMECEE,
& E HINT &R EITFETWIHRRIERINRMERTTE. S NAREEER. JE—
Motes ¥ Reduce both spindle speed and feed at same rate for chattering and =zlso for insufficient spindle speed of 2 machine
¥ Coolant supply a2nd chip disposal are important for machining deep-rik.
¥ We recommend using oil mist coolant
¥ adjust rilling conditions according to the volume of depth of cut and rgidity of machine
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