MRBH230

tﬂﬁ”%éﬂ%%ﬁ Recommended Milling Conditions

AT FRNGE A A —
i p st Hardened Steels Hardened Steels High Speed Tool Steels
SKD&1 - STAVAX - HPA-38 (~52HRC) SKDT1 (~62HRC) SKH (~&5HRC)
s ZEE HERIREE | IR tiRE FHERRE | EMESE tRE AR | EIEE
RIBSEE < < Depth of Cut Feed | SpindeSpeed Depth of Cut Fead  [Spindle Speed Depth of Cut Feed | SpindleSpeed
Radius | Hedielength | BGEEAR] —_
Lo dpmm [ demm | mmimin [ min’ dpmm | demm | mmsmin | min' | dpmm | demm | mm/min [ min?
0.2 2.0 || 0.003 | 0.005 120 [40,000) 0.002| 0.005 100 [40,000f 0.002 | 0.003 70 140,000
0.05 0.3 3.0 || 0.003] 0.005 100 [40,000] 0.002| 0.005 70 140,000] 0.002 | 0.003 50 | 40,000
0.5 5.0 || 0.002| 0.003 70 140,000] 0.001 | 0.003 50 [40,000| 0.007 [ 0.002 30 [ 40,000 N
0.3 2.0 || 0.003 [ 0.005 180 [40,000] 0.002| 0.005 150 [40,000f 0.002 | 0.003 100 [40,000
0.075 [ 0.5 3.3 [| 0.003| 0.005 1650 |40,000] 0.002| 0.005 120 [40,000f 0.002 | 0.003 70 140,000
1 6.7 || 0.002| 0.003 70 40,0001 0.001 | 0.003 50 [40,000| 0.007 [ 0.002 30 | 40,000
0.3 1.5 [ 0.01 0.071 350 [40,000] 0.006| 0.005( 300 |40,000] 0.003 ] 0.003| 200 |40,000
0.5 2.5 [ 0.008| 0.01 320 [40,000] 0.005 | 0.005[ 280 |40,000| 0.003 | 0.003 180 [40,000 .
0.75 3.8 || 0.005] 0.01 280 40,0001 0.003] 0.005] 200 [40,000| 0.002 | 0.003 150 (40,000
1 5.0 || 0.003[ 0.005]| 250 [40,000] 0.002 | 0.003 160 [40,000] 0.001 [ 0.002| 120 |40,000
0.1 1.25 6.3 || 0.003 [ 0.005 180 [40,000] 0.002] 0.003 140 [40,000] 0.001 [ 0.002] 100 40,000
’ 1.5 7.5 || 0.003| 0.005 150 |40,000] 0.002| 0.003 120 [40,000| 0.007 [ 0.002 80 | 40,000
1.75 8.8 || 0.002| 0.003 120 [40,000] 0.001 | 0.00Z2[ 100 |40,000] 0.001 | 0.002 50 | 40,000
2 10.0 || 0.002| 0.003 100 [40,000] 0.001 | 0.002 80 40,0001 0.0071 | 0.001 50 | 40,000
25 125 |[0.001] 0.002 70 140,000] 0.001 | 0.001 60 [40,000] 0.001 | 0.001 40 140,000
3 15.0 [[0.001] ©.001 50 40,0001 0.001 | 0.001 40 140,000] 0.001 | 0.001 30 | 40,000
0.5 1.7 || 0.01 0.015]| 350 [40,000] 0.007 | 0.01 300 [40,000( 0.003 | 0.005| 280 [40,000
0.6 2.0 || 0.007| 0.01 350 [40,000) 0.005 | 0.007[ 300 |40,000] 0.003] 0.005| 250 |40,000
0.75 2.5 | 0.007] 0.01 330 [40,000] 0005 0.007[ 280 |40,000] 0.003] 0.005| 230 |40,000
1 3.3 | 0.007| 0.01 320 [40,000] 0.005| 0.007[ 250 |40,000] 0.003 ] 0.005| 200 |40,000
1.25 4.2 [ 0.005| 0.007| 280 |40,000| 0.003 | 0.005| 200 [40,000| 0.002 | 0.003 160 [40,000
1.5 5.0 | 0.005[ 0.007] 230 [40,000] 0.003 | 0.005 180 [40,000| 0.002 [ 0.003 120 [40,000
0.15 1.75 5.8 || 0.003 | 0.005 180 |40,000] 0.002| 0.003 150 [40,000] 0.002[0.002| 100 40,000
2 6.7 || 0.003[ 0.005 150 |40,000] 0.002| 0.003 120 [40,000| 0.002 | 0.002 90 | 40,000
2.25 7.5 || 0.002| 0.003 120 [40,000] 0.001 | 0.002[ 100 |40,000] 0.001 | 0.001 80 | 40,000
2.5 8.3 || 0.002] 0.003 100 [40,000] 0.001 | 0.002 80 [40,000f 0.0071 | 0.001 70 140,000 —
3 10.0 | 0.001] 0.003 80 |40,000] 0.001 | 0.002 70 140,000] 0.001 | 0.001 650 | 40,000
35 11.7 [[0.001] 0.002 70 140,000] 0.001 | 0.001 60 [40,000f 0.001 | 0.001 50 | 40,000
4 13.3 [[0.001] 0.002 60 [40,000] 0.001 | 0.001 50 (40,000 0.001 | 0.001 40 140,000
0.5 1.3 | 0.03 | 0.05 800 [40,000] 0.03 | 0.03 720 |40,000] 0.009| 0.02 580 (40,000
0.8 2.0 || 0.02 | 0.05 800 [40,000] 0.02 | 0.03 720 140,000 0.008] 0.02 580 (40,000 |
1 25 | 0.02 | 0.05 800 [40,000] 0.02 | 0.03 720 |40,000] 0.008] 0.02 580 (40,000
1:5 3.8 | 0.01 0.03 620 [40,000] 0.01 0.02 500 [40,000f 0.005] 0.01 400 140,000
2 5.0 || 0.01 0.02 500 [40,000] 0.01 0.01 380 [40,000| 0.005 | 0.007| 300 [40,000
0.2 25 6.3 (| 0.007| 0.01 420 140,000] 0.005| 0.007| 300 [40,000| 0.003| 0.005| 260 (40,000
! = 7.5 | 0.007| 0.01 300 [40,000] 0.005| 0.007[ 240 |40,000] 0.003 | 0.005| 200 |40,000
35 8.8 | 0.005]| 0.007| 230 [40,000] 0.003 | 0.005 160 [40,000f 0.002 | 0.003 120 (40,000 ]
4 10.0 || 0.005 | 0.005 160 [30,000] 0.003 | 0.003 120 30,000 0.002 | 0.003 90 [30,000
4.5 11.3 || 0.003] 0.005 100 130,000] 0.002| 0.003 80 [30,000] 0.001 | 0.002 50 130,000
5 125 [[0.002] 0.003 70 |30,000] 0.001] 0.002 50 |30,000] 0.001 ] 0.002 40 130,000
6 15.0 || 0.001] 0.002 50 [30,000] 0.001 | 0.001 40 120,000] 0.001 | 0.001 30 | 30,000
1 20 003 | 0.05 |1,000 |140,000]0.02 | 0.03 860 (40,000 0.01 0.02 650 (40,000
1:5 3.0 | 0.02 | 0.05 850 [40,000] 0.01 0.03 720 40,000 0.007] 0.02 520 [40,000 I
7 4.0 002 | 0.03 720 140,000] 0.01 g 550 [40,000] 0.007] 0.01 400 140,000
25 5.0 || 0.01 0.02 600 [40,000] 0.007 ] 0.01 530 [40,000f 0.005 | 0.007 ] 360 [40,000
3 6.0 || 0.01 0.02 500 [40,000] 0.007| 0.01 420 |40,000] 0.005| 0.007| 320 [40,000
35 7.0 [| 0.007| 0.01 420 140,000] 0.005| 0.007| 360 [40,000| 0.003| 0.005| 280 (40,000
0.25 4 8.0 (| 0.007| 0.01 350 [40,000] 0.005| 0.007[ 300 |40,000] 0.003 | 0.005| 260 |40,000
4.5 9.0 (| 0.005[ 0.005]| 2300 [40,000] 0.003 | 0.003| 260 [40,000| 0.002 | 0.003| 220 40,000
5 10.0 || 0.005| 0.005| 240 [|33,000] 0.003| 0.003| 200 |33,000| 0.002| 0.003 180 |33,000
5.5 11.0 || 0.003] 0.005| 200 |30,000] 0.002] 0.003 160 [30,000] 0.007 [ 0.002| 120 |30,000
6 12.0 [[0.002] 0.003 120 |30,000] 0.001] 0.002 30 |30,000] 0.007 ] 0.002 70 130,000
8 16.0 || 0.002] 0.002 75 |30,000] 0.001] 0.002 60 [30,000| 0.007 [ 0.002 50 | 30,000
10 20.0 [ 0.001] 0.002 40 120,000] 0.001 | 0.002 30 [20,000] 0.001 | 0.001 20 120,000
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‘t]] ﬁu%ﬁ%?% Recommended Milling Conditions

8 — e Pk  mEm
Waork Matarial Hardened Steels Hardened Steels High Speed Tool Steels
SKDE1 - STAVAX - HPA-38 (~52HRC) SKD11 (=62HRC) SKH {~&5HRC)
paE] xR FHEREE | iR zxE HERIREE | IR xe FHEREE | EEEE
Rz | B8 | a8 Depth of Cut Feed | SpindleSpeed Depth of Cut Feed  |SpindeSpeed Depth of Cut Feed  |SpindeSpead
— Radius | Effedielength | GYEEA
v dpmm | @emm | mm/min | min" | @pmm | demm | madmin | min' | dpmm | @emm | mmAmin | min?
1 1.7 || 0.05 01 1,400 | 40,000 | 0.03 0.06 1,000 | 40000 | 0.02 005 720 ] 30000
1.5 2.5 || 005 01 1,400 | 40,000 | 0.03 0.06 1,000 | 40000 | 0.02 0.05 720 | 30,000
— 2 3.3 || 005 01 1,400 | 40,000 | 003 0.06 1,000 | 40000 | 0.02 0.05 720 30000
25 4.2 | 0.03 0.05 1,200 | 40,000 | 002 0.04 840 | 40,000 | 0.02 003 640 | 30,000
3 5.0 || 003 0.05 1,200 | 40,000 | 0.02 0.04 §40 | 40,000 | 0.02 003 6400 | 30,000
3.5 5.8 || n.02 0.03 1,000 | 40,000 | 0.01 0.03 620 | 40,000 | 0.01 00?2 480 | 30,000
- 4 6.7 || 0.0z 003 1,000 | 40,000 | 0.07 0.03 620 | 40,000 | 0.01 002 4800 | 30,000
0.3 4.5 7.5 || 002 0.03 900 | 35000 | 0.01 0.02 580 | 35000 | 0.008 | 0015 430 | 30,000
’ 5 83 | om 0,02 720 | 30,000 | 0007 | 0.015 500 | 30,000 | o007 | 007 400 | 30,000
55 9.2 |[ 00 0015 700 | 30,000 | 0007 | 0.01 450 | 30,000 | 0.005 | 0.008 360 | 30,000
6 10.0 || o.oo7 | oo 500 | 30,000 | o005 | 0007 380 | 30,000 | 0004 | 0.006 320 ] 30000
7 11.7 |[ 0005 | 0007 400 | 25000 | D003 | 0.005 300 | 25000 | 0003 | 0003 260 | 20000
8 13.3 |[ 0.003 [ 0005 320 | 25000 ) 0003 | 0.003 260 | 25000 | 0.002 | 0.003 220 | 20,000
9 15.0 |[ 0003 | ooo3 280 | 25000 | o003 | 0002 220 | 25000 | ooo1 | 0002 160 | 20,000
10 16.7 | 0002 | 0003 150 | 20000 | 0002 | Q.002 120 | 20,000 | 0.001 | 0.002 100 ] 18000
12 20.0 |[ 0002 | 0002 80 | 20,000 [ 0.002 [ 0.002 60 | 20,000 | 0.001 [ 0002 50 [ 18000
2 2.9 || 007 01 1,600 | 40,000 | 0.05 0.08 1300 | 40000 | 0.03 07 1,000 | 30,000
0.35 4 5.7 || 004 0.06 1,300 | 40,000 | 0.03 0.04 §20 | 40,000 | 0.015 | 002 600 | 30,000
’ 6 8.6 | 0m 003 800 | 30,000 | o0l 0.015 500 | 30,000 | 0006 | 007 420 | 25000
8 11.4 |[ 0006 | 007 520 | 25000 | DOOS | 0.006 380 | 20,000 | 0004 | 0.006 250 | 20000
7 25 |01 015 2,000 | 40000 | 0.07 0.1 1600 | 40000 | 0.05 01 1,200 | 30,000
3 3.8 |0 015 2,000 | 40000 | 0.07 0.1 1600 | 40000 | 0.05 0.05 1,200 | 30,000
4 5.0 || 005 01 1,600 | 40,000 | 0.05 0.05 1,200 | 40,000 | 0.03 0.05 560 | 30,000
5 6.3 || 0.05 0.05 1,600 | 40,000 | 0.03 0.05 1,000 | 40000 | 0.02 003 620 | 30,000
_ 0.4 5] 7.5 || 0.03 0.05 1,200 | 30,000 | 0.02 0.03 760 | 30,000 | 0.01 0.0z 560 | 25000
7 8.8 || 0oz 003 1,000 | 30,000 | 0.01 0.02 680 | 30,000 | 0.o07 | 0.00 520 | 25000
8 10.0 [ o 007 820 | 30000 | ooos | 0 600 | 30,000 | 0005 | 000 480 | 25,000
10 12.5 |[ 0005 | 0005 450 | 25000 | 0003 | 0.003 380 | 25000 | 0002 | 0003 320 ] 20000
— 12 15.0 |[ 0.003 [ 0005 320 ] 20,000 ) 0002 | 0003 260 | 20,000 | 0.002 | 0002 200 | 20,000
2 2:2.]||a 0z 2,200 | 40000 | 008 0.15 1,800 | 20000 | 0.06 0] 1,300 | 30,000
0.45 4 4.4 || 005 012 1,800 | 40,000 | 0.04 0.08 1400 | 30,000 | 0.03 0.05 900 | 25000
’ 6 6.7 || 0.035 | 005 1,200 | 30,000 | 0025 | 0.035 800 | 25000 | 0.015 | 0025 600 | 20,000
8 89 || 0025 | 004 1,000 | 30,000 | 0015 | 0.025 J00 | 23000 | 0008 | 0015 500 | 20000
2 20 o 03 2,500 | 40,000 | 01 0 2000 | 30,000 | 0.08 0] 1,400 | 25000
— 25 25 |01 03 2500 | 400000 ] 01 0.2 2000 | 30,000 | 0.08 01 1,400 | 25000
3 3.0 |01 03 2500 | 40000 | 01 1 2000 | 30,000 | 0.08 01 1,400 | 25000
4 4.0 || 01 02 2,500 | 40,000 | 0.05 015 1,600 | 20,000 | 0.05 0.1 1,200 | 25,000
5 5.0 || nos 015 2000 | 30000 ) 004 0.1 1600 | 25000 | 0.03 005 970 | 20000
6 6.0 || 005 0.1 1,800 | 30,000 | 0.04 0.05 1,200 | 25000 | 0.02 0.05 7400 | 20000
7 7.0 || 0.04 0.06 1,200 | 30,000 | 0.03 0.04 950 | 25000 | 0.02 0.03 680 | 20,000
o 8 8.0 | 0.04 0.086 1,000 | 30,000 | 0.03 0.04 860 | 25000 | 0.02 003 560 | 20,000
0.5 9 9.0 || 003 0.05 820 | 25000 | 0.02 0.03 750 | 20,000 | 0.01 0.02 500 | 18,000
10 10.0 |[ 0.03 0.05 750 | 25000 | ooz 0.03 620 | 20,000 | 0.01 00?2 450 | 18,000
12 12.0 [ 001 0.03 600 | 20000 | 0007 | 0.02 520 | 18000 | 000k | 001 400 | 16,000
13 13.0 |[ 0008 | 002 500 | 20000 | 0005 | 0.01 420 1 18,000 | 0.003 | 0.006 350 | 16,000
14 14.0 |[ 0005 | 007 420 | 20000 | Doo3 | 0.007 360 | 18,000 | 0002 | 0.005 320 | 16,000
16 16.0 | 0005 | 0.005 300 | 18000 | 0003 | 0.005 250 | 16,000 | 0002 | 0.003 2000 | 14000
18 18.0 |[ 0.003 | 0005 180 | 18000 | 0002 | 0.005 120 | 16,000 | 0.002 | 0002 85 | 14,000
20 20.0 || 0003 | 0003 100 | 16,000 | 0.002 [ 0.003 75 | 14000 | 0002 | 0002 60 | 12000
22 22.0 | 0002 | 0003 50 | 14000 | 0002 | 0.002 40 ] 12,000 | 0.001 | 0002 35 | 10,000
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hitme AR FRKIE - EEm &
i p st Hardened Steels Hardened Steels High Speed Tool Steels
SKD&1 - STAVAX - HPA-38 (~52HRC) SKDT1 (~62HRC) SKH (~&5HRC)

s ZEE HERIREE | IR tiRE FHERRE | EMESE tRE AR | EIEE
LR | B | Bk Depth of Cut Feed | SpindeSpeed Depth of Cut Fead  [Spindle Speed Depth of Cut Feed | SpindleSpeed

Radius | Hfedielength | BSEEAR —_—

Lo dpmm [ demm | mmimin [ min’ dpmm | demm | mmsmin | min' | dpmm | demm | mm/min [ min?

2.4 2.0 || 07 0.3 2,500 | 30,000 | 0. 0.2 2000 | 30000 | 0.05 0.1 1,600 | 25000
4 3.3 | 01 0.2 2500 | 30000 | 007 02 2000 | 30,000 | 0.05 01 1,600 | 25000

6 5.0 || oo7 0.1 2000 | 30,000 | 005 07 1,600 | 25000 | 0.03 007y 1,200 | 20000 —
0.6 8 6.7 || 0.05 0.1 1,600 | 30,000 | 003 07 1,200 | 25000 | 0.02 0.05 920 | 20000
’ 10 8.3 [ 003 0.07 1,200 | 20,000 | 002 0.05 860 | 20,000 | 0.01 003 680 | 18000
12 10.0 || 002 0.05 860 | 20000 | 001 0.03 620 | 20000 | 0ooy [oo2 480 | 18000
14 11.7 || 002 003 600 | 18000 | 007 002 400 | 18000 | 0005 | 001 300 | 16000
16 13.3 | 001 0.02 350 | 16,000 | 0.005 | 001 250 | 16,000 | 0.003 | 0007 130 | 14000
8 5.7 012 0.2 2,500 | 300001 008 5 1.600 | 20000 0.03 008 1,000 | 20000
0.7 12 8.6 || 007 0.12 1,400 | 20000 004 0.086 1100 | 18000 ) 0.015 [ 005 700 | 18000
16 11.4 || ooz 0.05 700 | 17000 001 003 600 | 17000 ) 0oog [oo2 450 | 16,000
3 2.0 || 015 03 3000 | 30000| 01 03 2500 | 300001 01 (82 2000 | 25000
4 2.7 || 015 03 3,000 | 200000 01 03 2500 | 300001 01 02 2,000 | 25000
6 4.0 || 015 0.2 3,000 | 300001 01 A 2000 | 300001 01 01 1,600 | 25000
8 5.3 || 07 0.2 2,500 | 250001 0405 02 1,600 | 25000 ] 0.05 0.1 1,200 | 20,000
10 6.7 || 01 0.1 2,500 | 250000 005 01 1,200 | 25,000 | 0.05 005 860 | 20,000
0.75 12 8.0 (| 0.05 0.1 1,800 [ 20000 ) 003 01 970 | 20000 | 0.02 0.05 780 | 18000
’ 14 9.3 | 005 007 1,200 | 20000 003 0.05 §20 | 20,000 | 0.02 003 650 | 18,000
6 10.7 | 003 0.05 720 1 18000 00z 003 650 | 18000 | 0.01 00z 580 | 16,000
18 12.0 | 002 0.04 550 | 16,000 0012 | 0025 400 | 16,000 | 0008 | 0015 400 | 14000
20 13.3 | 001 0.03 450 | 16,000 | 007 002 360 | 16,000 | 0.007 | 001 300 | 14000
22 14.7 || 001 0.02 330 | 14000 001 001 250 | 14,000 | o007 | 0007 200 | 12000
30 20.0 || o005 | 0005 80 [ 10,000 0003 | D.005 60 | 10,000 0.003 | 0003 40 5,000
8 5.0 || 01 0.2 2500 | 25000 0407 015 2000 | 20,000 | 0.05 0.1 1,600 | 18000

0.8 12 7.5 || 007 0.1 1,800 [ 20000 ) 005 0.07 1,500 | 16000 ] 0.03 005 1,200 | 14000 ]
’ 16 10.0 [ 003 0.05 720 | 16000 002 0.03 600 | 14000) 0015 [002 480 | 12000
20 125 | 001 0.03 500 | 14000 001 0.0z 380 | 12000 0.01 0.01 300 | 10000
3 1.5 || 0.2 0.5 3,000 | 250000 0.2 05 2500 | 250001 015 03 2000 | 20000

4 2.0 (|02 05 3,000 | 25000 02 05 2500 | 250001 015 03 2,000 | 20,000 s e

6 3.0 |02 0.5 2500 | 250001 02 03 2000 | 250001 015 03 1,600 | 20,000
8 4.0 oz 03 2,000 | 200000 01 0.2 1,600 | 18000 0.1 02 1,200 | 16,000
10 5.0 || 01 03 2,000 | 18000] 0.1 02 1,600 | 16,000 01 0.1 1,200 | 14000
12 6.0 || 01 0.2 1,600 | 16,000 0.1 0.1 1,200 | 14000 0.05 0.1 940 | 12000
13 6.5 (| 008 0.2 1,600 [ 16,000 ) 006 gil 1,200 | 14000 | 004 008 940 | 12000

1 14 7.0 | oo7 0.15 1,600 | 16000 005 006 1,200 | 14000 0.03 007 940 | 12000 ]
16 8.0 (| 0.07 0.15 1,600 | 16,000 005 008 1,200 | 14000 0.03 007 G40 | 12000
18 9.0 || 005 0.1 1,400 | 14000 003 0.05 1,000 | 12000] 0.02 003 850 | 10,000
20 10.0 |[ 005 0.1 1,000 | 14000 003 0.05 820 | 12000 0.02 003 720 ] 10,000
22 11.0 || 003 0.08 850 | 14000 002 0.06 700 | 12000 0.02 002 600 | 10,000
25 125 || 003 0.05 680 | 12000] 002 0.03 560 | 10,000 | 0.01 002 420 5,500
30 15.0 || 0.02 0.03 360 | 12,000| 001 00?2 300 | 10,000 | 0008 | 007 240 8,500
35 17.5 | 007 0.02 150 | 10,000 | 0007 | 001 120 8,000 | 0.005 | 0007 100 6,600
40 20.0 | noos | om 100 | 100000 0003 | 0005 50 a000 | 0002 | 0003 50 6,600
6 2.4 (|03 0.4 2,800 | 200000 0.2 05 2300 | 200001 015 04 2000 | 18000
8 3.2 || 0.25 03 2600 | 200000 015 03 2100 | 200001 012 0.25 1,800 [ 18,000
10 40 |02 153 2500 | 200001 015 A 2000 | 200001 01 015 1,600 | 18000
1.95 15 6.0 || 07 0.2 2,000 | 18000 007 015 1,600 | 16,000 ] 0.05 0.1 1,200 | 14000
20 8.0 [ 007 015 1,500 | 16,000 ] 005 01 1,200 | 14000 0.03 005 1,000 [ 10,000
25 10.0 || 005 0.1 1,000 | 14000 | 003 0o/ 850 | 12000 0.02 003 720 5,000
30 120 [ 003 0.07 720 | 12000 002 0.05 640 | 10,000 | 0.01 002 580 7,000
35 14.0 || 002 0.03 450 | 10,000 | 001 00?2 400 8500 | 0.007 | 001 320 6,200
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Wfﬁﬁ%la\ Hardened Steals Hardened Steels High Speed Tool Steels
o SKD61 - STAVAX « HPM-38 (—52HRC) SKD11 (~62HRC) SKH {~&5HRC)
) Es iRE HHRIRE | iEE RE HERIRE | TR RE THRIRE | TR
(RELEE | Bl < Depth of Cut Feed  |SpindleSpeed Depth of Cut Feed | SpindeSpeed Depth of Cut Feed  |Spinde Spead
Radius | Efectielength | AYELHI
Lo dpmm | Aemm | mm/min | min' | Apmm | demm | moimin | min' | dpmm | @emm | mmmin | min?
6 2.0 |0z 0.8 3,000 | 20000) 0.2 0.6 2500 | 18000 ] 0.2 05 2,000 | 14000
8 2.7 |02 0.8 3,000 | 20000) 02 0.6 2500 | 18000 | 0.2 05 2,000 | 14000
10 3.3 | 02 0.6 2,500 | 20000 | 0.2 0.4 2000 | 18000 ] 01 03 1,500 | 14000
12 4.0 |02 06 2500 | 2000002 0.4 2000 | 18000 | 0.1 03 1,500 | 14,000
— 14 4.7 || 0.1 04 2,000 | 18000 ) 01 0.3 1600 [ 16000 0.1 0.2 1,200 | 12,000
1:5 16 5.3 |1 0.4 2,000 | 18000 ) 01 0.3 1600 | 16000 ] 0.1 02 1,200 | 12000
20 6.7 |01 03 1,600 | 18000 | 01 0.2 1,200 | 16,000 0.1 0.1 960 | 12,000
25 8.3 | 01 0.2 1,200 | 16,000 | 0.07 0.15 920 | 14,000 | 0.05 007 800 | 10,000
- 30 10.0 || 0.07 071 750 | 14,000 | 0.05 0.07 640 | 12000 | 0.03 0.05 600 8,600
35 11.7 || 005 01 620 | 12000 | 0.03 0.07 500 | 10,000 | 0.02 0.05 420 7,200
40 13.3 |[ 0.03 007 450 | 10,000 | 0.02 0.05 320 8200 | 0.01 003 260 6,400
15 4.3 | 0.25 1 3,000 | 20000 015 0.5 2300 | 16,000 | 013 04 1,500 | 14,000
20 5.7 | 018 0.6 2,500 | 18000 | 01 0.3 1.800 | 15000 ) 0.1 02 1,200 | 12000
25 Z.1 | 012 035 1,800 | 16,000 | 01 0.2 1600 | 14000 | 0.06 0.12 1,000 | 10,000
1.75 30 8.6 |01 0.25 1,500 | 14000 | 0.07 0.15 950 | 11,000 ] 0.05 0.06 500 9,000
35 10.0 |[ 0.08 02 1,200 | 13000 | 007 0.12 800 | 10,000 | 0.03 0.06 650 7500
40 11.4 || 007 0.1 800 | 11,000 | 0.04 0.07 720 5,000 ] 0.02 0.05 450 7,000
45 12.9 || 0.06 0.07 J00 | 10000 | 0035 | 0.05 600 2600 | 0015 | 003 320 6,000
8 2.0 || 03 1.5 3,000 | 20000 )02 0.8 2500 | 16000 ) 0.2 06 2000 | 12,000
10 25 | 03 .5 3,000 | 20000 ) 02 0.8 2500 | 16000 ) 0.2 06 2000 | 12000
12 3.0 |03 T:5 3000 | 2o000)0z2 0.8 2500 | 16000 0.2 06 2000 | 12000
14 3.5 |03 3] 3,000 | 20000) 0.2 0.8 2000 | 16000 0.2 0.6 1,600 | 12,000
15 3.8 |03 1.5 3000 | 2o0o0)oz 0.8 2000 | 16000 0.2 06 1,600 | 12000
9 20 5.0 |02 1 2400 | 16000 ] 01 0.6 1,600 [ 14000 0.1 04 1,400 | 10,000
25 6.3 || 0.2 0.8 1,600 | 16,000 ] 01 0.4 1,200 | 14000 ] 0.1 0z 1.000 | 10,000
30 75 |01 03 1,600 | 14000 | 0.07 0.2 1,200 | 10,000 | 0.05 015 1,000 8,200
35 8.8 [o1 0.2 1,200 | 14000 | 0.07 0.15 1,000 | 10,000 | 0.05 0.1 520 8,200
— 40 10.0 || 0.07 s 1,200 | 12000 ] 005 0.1 1,000 8,600 | 0.03 007 520 6,800
45 11.3 || 007 0.1 750 1 12000 ] 0.05 0.07 620 8,600 | 0.03 0.05 500 6,600
50 12.5 || 0.05 0.08 550 | 10,000 ] 0.03 0.05 500 7,600 | 0.02 003 420 5,500
10 2.0 |03 1.5 3,000 | 16000 ) 0.2 1.2 2500 | 12000 | 0.2 07 2,000 9,200
| 15 3.0 |03 g 3,000 | 18000 ) 0.2 12 2500 | 120000 0.2 07 2000 9,200
25 20 4.0 |03 1.2 3000 | 1so000) 02 1 2000 1 10,000 | 0.15 05 1,600 5,000
’ 25 5.0 |02 1 2,500 | 15000 ] 0,15 0.8 1,600 8,600 ] 0.1 03 1,200 7,200
30 6.0 |02 0§ 2000 | 12000015 0.5 1,500 7600 ) 0.1 0z 860 6,400
40 8.0 |0l 0.2 1,200 | 10,000 | 0.07 0.15 1,000 6,800 | 0.05 0.1 650 5,500
10 1.7 || 03 2 3,000 | 16000 | 0.3 12 2500 a000 | 0.2 1 2000 7,000
I 15 25 |03 2 3,000 | 16000 ] 03 1.2 2500 a000 ] 0.2 i 2000 7,000
20 3.3 |03 2 3000 | 16000 ] 0.3 1.2 2500 8000 ) 0.2 i 2,000 7,000
25 4.2 |03 1.5 3,000 | 16000 0.2 1 2,000 8000 | 0.15 07 1,500 7,000
3 30 5.0 o2 1.5 3000 | 14000 ] 0.2 1 2,000 72001 015 07 1,500 6,500
35 5.8 |02 2 2400 | 13,000 | 017 0.8 1,600 6,800 ) 0,12 05 1,200 5,800
40 6.7 | 0.2 1 1,800 | 120001 015 06 1,200 6,400 | 0.1 04 1,000 5200
. 50 8.3 | 01 0.6 1,200 5,200 01 0.3 860 4800 | 0.05 0z 620 4,000
60 10.0 || 0.07 03 600 6,000 | 0.05 0.15 450 3,200 | 0.03 007 300 2500
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MNotes

K Depth of Cut: dp=Axial Depth of Cut / de=Radial Depth of Cut

¥We recommend using oil mist coolant

¥ Adjust both spindle speed and feed at thesame rate
¥ Adjust milling conditions according to the volume of depth of cut and rigidity of machine
¥ Length of tool overhang must be asshart as possible

E-030



	catalog_ch(1)_页面_335
	catalog_ch(1)_页面_336
	catalog_ch(1)_页面_337
	catalog_ch(1)_页面_338

