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0.05 0.15 40,000 50 0.001 0.001 0.001 40,000 50 0.001 0.001 0.001
’ 0.25 40,000 25 0.001 0.001 0.001 40,000 25 0.001 0.001 0.001
0.075 0.23 40,000 100 0.001 0.001 0.001 40,000 100 0.001 0.001 0.001
' 0.38 40,000 50 0.001 0.001 0.001 40,000 50 0.001 0.001 0.001
0.1 0.5 40,000 100 0.001 0.001 0.001 40,000 100 0.001 0.001 0.001
0.2 1 40,000 200 0.002 0.002 0.002 40,000 150 0.002 0.001 0.002
0.3 1.5 40,000 400 0.003 0.003 0.003 40,000 200 0.002 0.002 0.002
0.5 25 40,000 500 0.005 0.005 0.005 40,000 300 0.003 0.003 0.003
0.75 3.8 40,000 600 0.005 0.005 0.005 40,000 400 0.004 0.004 0.004
1 5 40,000 800 0.005 0.005 0.005 40,000 500 0.005 0.005 0.005
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Notes X dp: Axial Depth of Cut, de: Radial Depth of Cut.
- X Described depth of cut is max value. Ajust it depending on machine rigidity, main spindle rigidty, and required precision.
X Obtain uniform stock amount on the cutting surface in the pre-stage cutting (semi-finishing).
X In order to perform lubricity and chip flow well, coolant must be always reached cutting points
X Careful set up for milling condition and tool path are required especially when operate with high cutting load such as corner
area and slotting.
3% Water-insoluble cutting fluid is recommended

== Technical Data 1

R : 200X 100mm IITFEE : 38.02mm
ork Size Machining Depth

« INT#2E : STAVAX 52HRC  Work Material: STAVAX 52HRC
« BE0F5E  YDHIA  Coolant: Water-insoluble Cutting Oil
o RUINTASAE : 1587)\aF8434dh  Cutting time: 158hr 8min

RN, : =EEEEE NH-3SP

Measuring Instrument: Mitaka Kohki NH-35P

O NRERIGEBINTRE ! FESEH LSS 7 REFENEERa 30nmASER !

@ Finished surface looks "smooth, even and shiny" such as the mirror surface. Realized the roughness: Ra 30nm with a high-

speed machining center!

NITrE FEINT RSN FEIT
Cutting process Roughing Semi-finishing Finishing
fEFA7IE MRBH230 MRBH230 SSPB220 PCDRB
Tool R2X 8 R1x6 R1X5 R1x5
S 20,000 20,000 40,000 40,000

i = 2,000 1,500 1,000 1,000
;:E;;’E‘E;fiﬁxae[mm] 0.2%X1.5 0.05x%0.05 0.02x0.02 0.005%0.005
. 0.05 0.02 0.005 N
JNTAdE) QINIF4953§ 6/\EF3353% 26/0\EF574380 T14/NEF4953 40
Cutting Time Shr 49min 6hr 33min 26hr 57min 114hr 49min
EFERERE  Roughness
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IMeasured Position Raluml
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Parting face 0.028
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MainT)Zrt surface 0.026




