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Work Material SEQC S, SO BTl NAKES('Agﬁi%j HPM-1
P EERE HERIREE tRE St on HHEREE tiRE
TR Cffactive Spindle Spesd Feed Depth of Cut Spindle Spesd Feed Depth of Cut
bia Length
min’ mm/min dpmm | demm min’ mm/min dpmm | demm
4 25,000 1,700 0.055 0.6 22,000 1,100 0.045 0.6
6 20,000 1,200 0.045 0.6 18,000 750 0.035 0.6
1 8 18,000 1,050 0.035 0.6 15,000 600 0.025 0.6
10 16,000 900 0.025 0.6 14,000 520 0.018 0.6
%g 12 14,000 750 0.02 0.6 12,000 450 0.014 0.6
2 § 16 12,000 450 0.01 0.6 10,000 300 0.007 0.6
A 6 20,000 1,300 0.05 0.665 18,000 820 0.04 0.66
.5 1.1 10 16,000 1,000 0.03 0.665 14,000 600 0.02 0.66
iﬁ%g 16 12,000 550 0.015 0.66 10,000 330 0.01 0.66
7] SFE & 20,000 1,400 0.05 0.72 18,000 900 0.04 0.72
EE 8 18,000 1,200 0.04 U2 15,000 750 0.03 Qe
: 1.2 10 16,000 1,050 0.03 0.72 14,000 670 0.02 QL
12 14,000 900 0.025 0.72 12,000 530 0.018 0.72
16 12,000 600 0.015 .72 10,000 380 0.01 L2
6 20,000 1,500 0.06 0.78 17,000 1,000 0.05 0.78
— 1.2 12 14,000 1,000 0.03 0./8 12,000 600 0.025 0.78
18 11,000 600 0.015 0.78 9,000 380 0.01 0.78
6 20,000 1,800 0.07 0.64 16,000 1,100 0.06 0.84
8 18,000 1,500 0.06 0.84 14,000 900 0.05 0.84
10 16,000 1,300 0.05 0.84 13,000 780 0.04 0.84
1.4 12 14,000 1,050 0.04 0.84 12,000 670 0.03 0.84
14 13,000 900 0.035 0.84 11,000 S8l 0.025 0.84
16 12,000 750 0.025 0.84 10,000 450 0.018 0.84
22 10,000 550 0.015 0.64 8,000 320 0.01 0.84
6 20,000 1,800 0.08 0.9 16,000 1,100 0.07 0.9
8 18,000 1,500 0.07 0.9 14,000 900 0.06 0.9
10 16,000 1,300 0.06 0.9 13,000 780 0.05 0.9
15 12 14,000 1,050 0.05 0.9 12,000 670 0.04 0.9
’ 14 13,000 900 0.04 0.9 11,000 570 0.03 0.9
16 12,000 750 0.035 0.9 10,000 480 0.025 0.9
18 11,000 680 0.03 0.9 9,000 420 0.02 0.9
20 10,000 600 0.02 0.9 8,000 360 0.014 0.9
& 20,000 1,800 0.09 0.96 16,000 1,100 0.08 0.96
— 8 18,000 1,500 0.08 0.96 14,000 900 0.07 0.96
10 16,000 1,300 0.07 .96 13,000 780 0.06 0.96
12 14,000 1,050 0.06 0.96 12,000 670 0.05 0.96
1.6 14 13,000 900 0.05 0.96 11,000 570 0.04 0.96
16 12,000 TR0 0.04 0.96 10,000 480 0.03 0.96
18 11,000 680 0.03 0.96 9,000 420 0.025 0.96
20 10,000 600 0.025 0.96 8,000 360 0.018 0.96
26 9,000 530 0.02 0.96 7,000 300 0.014 0.96
6 19,000 1,900 0.085 1.02 15,000 58 0.085 07
1.7 14 13,000 950 0.055 1.02 11,000 630 0.045 1.02
24 9,000 550 0.025 e 7,000 330 0.018 1.02
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# 1 Reference valus for Alloy and Stainless Stesls are 80% of racomm endad cutting conditions
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T BRI - éﬁﬁim“ - T Prehardﬁfzg Steels
Work Material eEam ite'e_c‘fK*ES:aj“S‘eLjSSS:ee's*‘ NAKSS - NAKSO - HPAT o
* < * {(~43HRC)
’ e ESon AR tﬂ?‘fei ES:iaon R iFRE
s i Spindle Speed Feed Depth of Cut Spindle Speed Fesd Depth of Cut
b | e
mir’! mm/min dp mm de mm min’ mm/min dpmm | de mm ]
6 18,000 2,000 0.1 1.08 14,000 1,200 0.09 1.08
8 18,000 1,700 0.09 1.08 14,000 1,000 0.08 1.08
10 16,000 1,400 0.08 1.08 13,000 850 0.07 1.08
12 14,000 1,100 0.07 1.08 12,000 720 0.06 1.08
1.8 14 13,000 1,000 0.06 1.08 11,000 630 0.05 1.08 g% % E
16 12,000 850 0.05 1.08 10,000 530 0.04 1.08 a8 5%
18 11,000 750 0.04 1.08 9,000 470 0.03 1.08 i
20 10,000 6580 0.035 1.08 8,000 400 0.025 1.08 5
25 9,000 600 0.025 1.08 7,000 340 0.018 1.08 =
& 17,000 206 011 1.14 14,000 25 0.095 1.14 g
1.9 16 12,000 1,000 0.06 1.14 10,000 6530 0.045 1.14 E
28 8,000 550 0.02 1.14 5,000 300 0.014 1.4
& 16,000 2,100 0.12 1.2 13,000 1,300 0.1 152
8 16,000 2,000 ORR T 13,000 1,200 0.09 1.2
10 16,000 1,800 0.1 1.2 13,000 1,100 0.08 1.2
12 14,000 1,500 0.09 1.2 12,000 1,000 0.07 il J—
2 14 13,000 1,350 0.08 1.2 11,000 850 0.06 152
16 12,000 1,200 0.07 T2 10,000 750 0.05 1.2
18 11,000 1,000 0.06 1.2 9,000 H50 0.04 1.2
20 10,000 200 0.05 1.2 2,000 550 0.035 [ —
25 9,000 750 0.03 1.2 7,000 450 0.02 .57
30 2,000 600 0.02 T2 5,000 330 0.014 1.2
8 13,000 2,100 0.15 1.5 11,000 1,400 0.12 1.5
12 13,000 1,800 EE s 11,000 1,100 0.1 i)
2.5 16 11,000 1,400 0.1 15 9,000 850 0.07 15
20 9,000 1,100 0.08 5 7,000 500 0.05 15
25 8,000 900 0.05 1.5 6,000 500 0.035 1.5
8 11,000 2,300 ) 1.8 9,000 1,500 016 1.8
12 11,000 2,000 016 1.8 9,000 1,200 @2 128
3 16 10,000 1,500 0.12 e 8,000 900 0.09 1.8
20 9,000 1,200 0.1 1.8 7,000 680 0.07 1.8
25 8,000 1,050 0.08 1.8 6,000 570 0.06 1.8
30 7,000 900 0.06 1.8 5,000 450 0.045 128
15 9,000 2,000 0.18 2 7,000 1,200 0.15 2] R
3.5 25 7,500 1,500 0.12 2.1 6,000 850 0.08 |
35 6,000 1,000 A | 4,500 520 0.05 23]
12 8,000 2,200 0.3 2.4 6,000 1,300 @25 2.4
16 2,000 2,100 0.25 2.4 5,000 1,200 0.2 2.4
20 2,000 2,000 0.2 2.4 5,000 1,100 0.15 2.4
25 7,000 1,700 0.15 2.4 5,000 900 0.1 2.4 T
4 30 7,000 1,500 0.12 2.4 5,000 800 0.08 2.4
35 5,000 1,200 0.1 2.4 4,500 670 0.07 2.4
40 5,000 200 0.08 2.4 4,000 540 0.06 2.4
45 4,500 750 0.06 2.4 3,500 450 0.04 24
50 4,000 600 0.04 2.4 3,000 330 0.03 2.4
16 5,000 2,100 0.35 =) 4,500 1,200 0.3 g
5 25 5,000 1,800 0.25 3 4,500 1,000 0.2 3
35 5,000 1,200 s ) 3,500 530 0.1 3
50 3,500 680 0.07 3 2,500 360 0.05 3
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#1 Referencevalue for Alloy and Stainless Steals are 80% of recommended cutting conditions
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e A et Car oSHESS?:e‘s'S,%;\DX St?eSsK*lS Sta.mSeUssSStee 51 NAKSS - NAKSO - HPM-1
* * * {~-43HRC)
P EERE HERIREE e St on HHEREE tiRE
TR Spindle Spesd Feed Depth of Cut Spindle Spesd Feed Depth of Cut
oo | e
min’ mm/min dpmm | demm min” mm/min dpmm | demm
20 5,000 1,800 0.4 3.6 3,500 1,000 0.35 3.6
6 30 4,000 1,400 0.35 3.6 3,000 750 0.3 36
40 3,500 1,000 025 3.6 2,700 570 0.2 3.6
= 50 3,000 750 Q.15 3.6 2,200 420 0.1 3.6
%E ﬁg 30 3,800 1,400 0.6 4.8 2,800 900 0.45 4.8
2 % = g 50 2,800 820 0.4 4.8 2,100 600 0.3 4.8
ya| 60 2,400 680 U3 4.8 1,800 450 0.2 4.8
.5 40 3,000 1,200 0.8 5 2,200 750 0.55 6
ﬁ;ﬁvﬁ 10 60 2,200 750 0.6 5 1,600 520 0.45 6
IISFE 80 1,800 520 0.4 5 1,300 360 0.3 6
2
I 2 XIHIEEW. HERET , EEEE R SRR RN B EASEE.
¥ 1 Reference value for Alloy and Stainless Steels are 80% of recommended cutting conditions
X EHISH R HES, BRIECTRIIN TR ERY R S8,
XANFESEMEpETEETIAS , deFEAIAL,
MBS BN IR RN T RRER0EM C  ERESISARE,
- b9 VI R e pE e AN i e e VS bt
A D SRR T R A T 5 2,
X ETFIENhar ) EnEeBL . SRR EASEEIES,
X HETIHBTR S TRS SR AR A EC0HETIBIER 5SE | FerERERII T H,
L{EME) /D (7062 ) ALLLER , 2R ERE M ERr B HRAAE S,
MORERRIR  BELUEERI R E AR REE, ot | EieihmidiEET | L UEERItL AR,
& M TIEA AL SETEESEN , S OTIHEHENEES 05 . SrhS IR TSN TRIEAZE, et EREEth e
- Eis R EES | ERIHEY,
K These recommended cutting conditions indicate just reference. It should be adjusted according to milling shape and
machine type
— ¥ ApAxial depth of cutting, de Radial depth of cutting
¥ Select acutting fluid appropriate to work material, milling shape and machining content
¥ Coolantsupply and chip disposal in the deep portion are very important.
¥ Recommend ta 2pply herical arramping for approaching into axial direction
3 Reduction of feed and depth of cut to reduce machining load around side wall
¥ For slotting, recommend reciprocating milling by adjusting feed at 280% of recommended milling conditions as 2
E— reference value
Recommend guide slotting processwith short necktool before milling with L/D 5 time or longer neck tool
¥ Reduce both spindle speed and feed at same rate for chattering 2nd also forinsufficient spindle speed of a machine
¥ Major adjustment of milling conditions, e.q. adjust spindle and feed speed at same rate, required on condition of 2 tool
overhang length exceeding 2 shank diameter S times due to possible accuracy impact by chuck nunout etc.
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