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— Work Material HPM-38-STAVAX-SKDE&1 SKD11-PD&ETS SKH
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min” Tﬁr}:}/ dpmm|demm| min’ an‘nn’l dpmm|de mm| min’ rm:}/ dp mm|de mm
0.5 30000 200 0.003 003 30000 160 0.003 0.02 30,000 120 0003 001
0.2 0.05 1 30000 150 0003 | 002 30000 120 0003 | 0 30,000 a0 0003 | 0007
’ ’ 1.5 30000 100 0002 | 001 30,000 30 0002 | 0007 | 30000 60 0002 | 0005
2 30,000 50 0.002 0,007 30,000 40 0.002 0.005 30,000 30 0002 0.003
1 30000 300 0.003 005 30000 [ 250 0.003 0.04 30,0001 200 0003 003
1.5 30000 200 0003 | 004 30000 180 0003 | 003 30000 120 0003 | 002
0.2 0.05 2 30000 150 0003 | 003 30000 120 0003 | 002 5000 100 0003 | 001
2.5 25000 100 0.002 0.0z 25,000 80 0.002 0.01 20,000 a0 0002 0.007
3 25000 50 0.002 00 25,000 40 0.002 0.007 20,000 30 0002 0.006
1 30000 | 400 0005 | 007 30000 [ 250 0005 | 005 5000 300 0005 | 003
0.4 0.05 2 30000 320 0005 | 005 25000 280 0005 | 003 5000 220 0005 | 002
’ 0.1 3 25000 [ 260 0.004 003 20000 220 0.003 0.02 18,000 180 0003 0.01
4 25000 200 0.003 0o 20000 [ 180 0.002 0.01 18,000 120 0002 0.007
1 25000 | 500 0.0 0.15 23000 [ 450 0007 | o 20000 | 400 0005 | 008
2 25000 [ 420 001 01 23000 | 380 0007 | 008 20000 320 0005 | 005
0.5 8?5 3 25000 350 0.007 007 23000 320 0.005 0.05 20000 | 280 0003 0.03
4 25000 280 0.005 005 23000 [ 240 0.003 0.03 20,000 | 200 0002 002
5 20000 | 200 0003 | 003 18000 [ 150 0003 | 002 16,000 [ 100 0002 | oM
2 25000 | 500 0015 | 02 23000 400 0.m 015 20000 300 0007 1 1
0.6 8?5 4 250001 350 0015 01 23000 250 0.007 01 16,000 [ 200 0,005 0.05
6 20000 200 0.008 007 18000 [ 150 0.005 0.05 12,000 100 0003 002
0.7 0.05 4 25000 [ 600 0.02 0.15 23000 [ 500 0.0 01 20000 | 400 0007 | 007
’ 0.1 & 20000 350 001 006 18000 | 250 0007 | 005 16,000 [ 200 0005 | 003
0.05 4 250001 700 0.025 0.2 23000 [ 600 0.m5 015 20000 | 500 001 01
0.8 0.1 6 20000 | 550 0.02 015 18,000 | 450 0.0 0.1 16,000 | 350 0007 0.08
0.2 8 16000 | 400 0007 | 008 14000 | 300 0005 | 005 12000 [ 200 0005 | 003
0.9 0.1 4 25000 | 800 003 0.25 0000 720 0,02 0.2 16,000 [ 600 om 015
’ ) g 16,000 [ 400 0.01 01 12000 [ 350 0.008 01 8500 300 0,005 0.07
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% IE ¥ Adjust milling conditions according to milling shape and machine type
ates

¥ ap Axial depth of cutting, 2e © Radial depth of cutting

¥ Recormnmend to use oil mist coalant for machining hardened steels

¥ Recommend to apply helical or ramping for approaching into 2xizl direction

¥ adjust feed rate 50% lower and cutting depth (2e) 20% lower for milling deepwall arez when L/D exceeds 8 for
stable milling

¥ For slotting, recommend reciprocating milling by adjusting feed & ap in below 50% of recommended rmilling
condition

¥ Reduce both spindle speed and feed at same rate for chattering 2nd also for insufficient spindle speed of 2 machine
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