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Work Material Alloy Steels Stainless Steels Titanium Alloy Heat Resistance Alloy
SKD-SCM SUS304 Ti-6Al-4V inconel®718
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min" | mm/min| min’® [mm/min | min® [ mm/min | min® | mm/min ] min? [ mm/min| o min® [ mm/min | min? | mm/min| min? | mm/min
" 0.3 17,600 1,430 | 8600 700 6,000 750 | 6,000 600 5,600 750 | 5,600 600 3,600 250 2,500 140
0.5 17,600 1,430 | 8600 700 6,000 750 | 6,000 550 £,600 750 | 5,600 550 3,600 250 2,500 140
0.3 13,200 1,540 | 6500 780 5200 800 | 5.200 650 4,800 800 | 4800 650 3,100 250 2,200 150
4 0.5 13,200 1,540 | 6500 780 £.200 800 | 5200 600 4,800 800 | 4800 600 3,100 250 2,200 150
— 1 13,200 1,540 | 6500 780 5,200 800 | 5200 550 4,300 800 | 4800 550 3,100 250 2,200 150
0.3 10,500 1,650 | 5500 760 4,600 900 | 4600 700 4,200 900 | 4,200 700 2,600 300 1,900 160
5 0.5 10,500 1,650 | 5500 760 4,600 900 | 4600 650 4,200 900 | 4200 650 2,600 300 1,900 160
1 10,500 1,650 | 5500 760 4,600 900 | 4600 600 4,200 900 | 4,200 600 2,600 300 1,900 160
4 0.5 8300 | 2420 | 4300 630 4,200 1,000 | 4,000 400 3,800 1,000 | 3,600 400 2,100 300 1,300 170
1 8800 [ 2420 | 4300 630 4,200 1,000 | 4,000 350 3,800 1,000 | 3600 350 2,100 300 1,300 170
I & 0.5 6,600 1,980 | 3300 560 3.600 850 | 3200 350 3,200 850 | 2.800 350 1,700 300 1,100 170
1 6,600 1,980 | 3300 560 3,600 850 | 3,200 300 3,200 850 | 2,800 300 1,700 300 1,100 170
0.5 5,300 1,430 | 2,600 550 3,000 600 | 2500 300 2,600 600 | 2,100 300 1,300 250 900 160
- 1 5,300 1,430 | 2600 550 3,000 600 | 2500 300 2,600 600 | 2,100 300 1,300 250 900 160
2 5,300 1,430 | 2,600 550 3,000 600 | 2500 250 2,600 600 | 2,100 250 1,300 250 900 160
3 5,300 1,430 | 2600 550 3,000 600 | 2500 200 2,600 600 | 2,100 200 1,300 250 900 160
0.5 4,400 1,100 | 2,200 480 2,500 500 | 2,000 200 2,100 500 | 1600 200 900 200 700 150
] 1 4,400 1,100 | 2200 480 2,500 s00 | 2,000 200 2,100 500 | 1,600 200 900 200 700 150
2 4,400 1,100 | 2200 480 2,500 500 | 2,000 150 2,100 c00 | 1600 150 900 200 700 150
P 0.2D D 0.2D D 0.2D D 0.05D
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SiEs X Adjust milling condition conforming with machine rigidity and clamping condition.
X The recommended milling conditions are based on milling with water-soluble cutting fluid.
X Adjust milling condition with caution for chip evacuation and smoke generation when milling with water-insoluble cutting fluid.
X Use a rigid machine and holder.
X Overhang of end mill should be as short as possible from spindle nose.
(The recommended milling conditions are reference values under the overhang L/D: 5D(¢ 3~~5), 4D(¢6~8), 3D(® 10~12)

| e M Technical Data

MIHH  Bf#Has Aloy718
(##3F Inconel®718 : equivalent)

Material

71 B A%

F-002

$6xR0O.5
Tool
N o g 1 1,800
* # # EiminY 2,100 St 2,100
Spindle speed ’ SE :2,100 y
1300 48 1 300
4% B mm/min] 500 i a 250
—_ Feed M : 500 i : 500
Side Side
127 : ap0.16 g ap0.6 Mg : 3~6%0.05
1 &E 2mml 8.95%0.2 Helix Slot Side  (apxae)
Depth of cut (apxae) T : 8.95%0.2 T : 5.95x0.2 JEE : 0.05%1.5
Side ({apxae} Side  {(apxae} Bottom  {apxae)
THRS: ¢80%35 % 0T R KM
Work Size Coolant Water-soluble Oil
m I R E 154 204 504 204¢
Time 15min 20min 50min 20min




