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Work Material SEOC -NAKEE- NAKEO - HPA-1 SKD11-5KD6 1 -STAVAX -HPM-38 CoppertAluming m JR—
(~43HRC) PiE ]
FihsaE | R iRE R | A FRE i | e Pl
T ( R)ﬁﬂf@ o= RS [spindesped | Feed Depth of Cut SpindeSpeed | Feed Depth of Cut SpindkeSped | Feed Depth of Cut
Dia Corner | Neck Taper | Effective
Radius Angle Length
min" | mmamin| pmm [ emm | min® | mmmin | dpmm | @emm | min® | mmsmin [ @pmm | 8emm
1° 1 30,000 200 | 0005 002 annonf 150 0.005 0.02 30,000 A0 001s 0.06
2 30,000 200 | 0.005 0.02 30000 150 0.005 0.02 30,000 250 | 0015 0.06
0.2 0.05 30 1 30,000 300 | 0005 0.03 30000 200 0.005 0.02 30,000 360 | 0.02 0.06 ]
2 30,000 300 | 0005 003 0,000 (200 0.005 0.02 30,000 360 [ 002 0.06
5 1 30,000 350 | 00 003 a0000 (250 001 0,03 30,000 420 004 0.06
2 30,000 350 | 001 0.03 30000 250 0.01 0.03 30,000 420 | 004 0.06
1° 2 30,000 200 | 0007 0.03 300000 150 0.005 0.03 30,000 250 | 0.02 0.06 ]
3 30,000 200 | 0007 0.03 30000 150 0.005 0.03 30,000 2500 002 0.06
0.3 0.05 3 2 30,000 300 | 0m 0.05 a0000( 200 0.0 0.03 30,000 360 | 0.03 015
= 30,000 300 | 001 0.05 30000 200 001 0.03 30,000 360 [ 0.03 015
5 2 30,000 350 | 002 0.06 300000 250 002 0.05 30,000 420 | 006 015
3 30,000 350 | 002 0.06 30,000 250 002 0.05 30,000 420 | 0.06 015
1° 2] 30,000 300 | 0015 0.5 0,000 200 001 0.04 30,000 360 | 0.03 015
4 30,000 300 | 0015 0.05 30,000 200 0.01 0.04 30,000 360 [ 0.03 015
0.4 0.05 30 3 30,000 350 | 002 0.06 30000 250 002 0.05 30,000 420 | 006 015
’ 0.1 4 30,000 350 | 002 0.06 a0000( 250 002 0.05 30,000 420 006 015
5 3 30,000 450 003 007 a0000( 300 003 0.06 30,000 540 | 0.09 015
4 30,000 450 | 003 0.07 30000 300 003 0.06 30,000 540 | 0.09 015
3 30,000 500 | 002 01 30000 350 002 0.1 30,000 600 | 0.06 0.24
5 30,000 500 | 0015 0l 30,000 [ 350 0.015 0.1 30,000 600 | 0.045 0.24
1° 8 30,000 500 |1 00 0.08 30,000 350 0.01 0,05 30,000 600 | 003 0.24
10 24000 400 | 0007 0.06 24000 250 0.007 0.04 24000 480 | 002 018
12 24000 300 | 0005 0.05 24000 150 0.005 0.03 24000 360 [ 0.015 015
3 30,000 600 | 003 0l 30000 400 0.03 0.1 30,000 J00 | 0.09 0.25
0.5 0.05 5 30,000 600 | 002 01 3000000 400 002 0.1 30,000 7000 | 006 0.25
’ 0.1 BH 8 30,000 600 | 002 0.08 300000 400 002 0.05 30,000 7000 | 0.06 0.24
10 24000 500 | 0015 0.08 24000 350 001 0.05 24000 600 | 003 0.24
12 24,000 350 | 0015 0.05 24000 200 0.01 0.03 24000 420 | 003 015
2] 30,000 JR0 | 005 015 30,000 (500 0.05 0.1 30,000 800 | 015 0.25
5 5 30,000 750 | 003 015 30,000 500 003 01 30,000 900 | 0.09 025
8 24,000 JR0 ] 003 o 24000 500 0.03 0.08 24,000 800 | 0.09 0.25
10 24,000 60 | 002 0.08 24000 400 0.02 0.06 24000 7200 006 0.25
1° 5 26000 1000 [ 006 i 210000 700 0.06 0.1 260000 1,200 | 018 03
- 8ﬁ5 8 | 2000 sw]oo4 [0z [13000] 560 [ooa [ o1 [ 24000] wo]orz |02
0.2 30 5 260000 1,200 [ 008 03 21000 [ 840 0.08 03 260000 1400 [ 0.24 035
8 24000 1000 [ 006 0.3 19,000 (700 0.06 03 240000 1,200 [ 0318 0.35
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— Wark Material S50C-NAKEE - NAKBO-HPAA-1 SKD11-5KD6 1 -STAVAX - HPAL-38 Copper-Aluminum
{~43HRC) (~B5HRC)
iR | BHAEE ixReE FisoE | BHAEE Re Eaitege brivmyd s tERE
TpE (RIE¥R| T BHHE |[sundkspend | Feed Depth of Cut SpindleSpeed | Feed Depth of Cut SpindleSpeed [ Feed Depth of Cut
Dia Corner | MeckTaper | Effective
— Radius Angle Length
min' | mm/min | @o mm | demm | min" | mmdmin | pmm | @ermm | min® [ mm/min | dpmm | 8e mm
6 22000 1,300 | 008 0.35 17,000 900 | 006 0.35 22000 1500 | 024 05
10 18000] 1,000 [ 005 0.35 14,000 700 | 005 0.35 13000 1200 [ 015 05
15 18,000 850 [ 003 0.2 14,000 600 | 003 0.13 13000 1,000 [ 009 05
8-?5 1° 20 14,000 700 [ 005 | 0.1 11,000 500 | 0025 [ 006 14,000 850 | 0075 | 03
1 0'2 25 14,000 600 | 002 0.05 11,000 400 | 002 003 14,000 700 | 006 015
0:3 30 10,000 480 | 0015 0.03 85,000 300 | 0015 0.02 10,000 600 | 0.045 0.09
— 35 10,000 350 | 0O 0.02 8,000 2501 00 oo 10,000 400 | 003 0.06
3 5] 220001 1500 [ 01 fi 17600 1,000 | 01 0.35 220000 1,800 | 03 05
10 18000 1200 | 008 0.35 14400 800 | 0.08 0.35 18000 1400 [ 024 05
10 160000 1300 [ 01 0.55 12,800 900 1 0 055 16000 1500 | 03 0.6
— 15 140001 1,000 [ 007 0.5 11,200 J00 ] 007 055 14000 1200 | 0.2 0.6
0.1 e 20 14,000 800 | 005 £ 11,200 BR0 | 005 e 14,000 900 | 016 05
1.5 0.2 25 14,000 600 | 003 01 11,200 400 | 003 0.06 14,000 00 | 071 03
03 30 12,000 450 | 003 0.05 9,600 300 | 003 0.03 12,000 550 | 009 015
I 30 10 16,000| 1500 [ 015 0.55 12800 1000 | 015 055 16000 1,800 [ 045 0.6
15 14000] 1200 [ 01 i 11,200 850 1 01 bab 14000 1400 | 03 0.6
15 14000] 1200 [ 01 0.7 11,200 850 | 0.07 0. 14000 1400 | 03 0.7
20 12000] 1200 [ 007 0.7 9,600 850 | 007 07 12000 ( 1400 | 02 0.7
0.1 10 25 120000 1,000 [ 005 05 9,600 700 | 004 05 12000 1200 [ 015 0.7
9 0.2 30 10,000 750 | 004 0.3 5,000 500 | 003 03 10,000 900 | 013 0.7
0.3 40 3,000 400 | 003 0.2 6,400 300 ) 002 0.2 G000 500 ) 01 05
0.5 50 6,000 350 | 0015 | 01 4,800 250 | 001 0.1 6,000 400 | 005 0.3
3 15 20000 2000 | 02 0.7 16,000 1400 [ 02 07 20000 2400 | 06 0.7
20 16,000 1600 | 01 0.7 12800( 1,00 ] 01 07 16000 [ 2000 | 04 0.7
15 11,000 1600 | 015 1.05 3800 1,700 | 01 1.05 11000 [ 1900 | 06 1.1
20 11,000 1600 | 013 1.05 3800 1,100 ] 01 1.05 11,000 [ 1900 | 045 1.1
3 0.2 1° 30 50000 1200 | M 1.05 7,200 G50 | 007 1.05 9000| 1400 | 03 11
0.5 40 5,000 1000 | 007 0.6 7,200 700 | 005 06 9000 1,200 | 021 0.9
50 3,000 640 | 005 0.35 6,400 450 | 004 0.35 5,000 750 | 015 0.8
60 3,000 480 | 003 0.2 6,400 300 | 002 0.2 G000 550 | 01 0.7
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it ¥ Adjust milling conditions according to machining profile and machine status.
¥ Reduce both spindle speed and feed at same rate for chatterning and also for insufficient spindle speed of a
machine
¥ Recommend to use ol mist coolant for machining hardened steels
¥ Coolant supply and chip disposal are important for machining deep-rib
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