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tﬂﬁu%ﬂt%%i Recommended Milling Conditions
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Work Material Copper Copper Tungsten (W70%-Cu30%)
AR O—F—R BUR TNREBHMROL SpirEI iﬁs%zeed )ii)efg gg;{ﬁ?c% SpiE iﬁfgeed i;igr; ;)g;)tﬁ?C%
Dia. Corner Radius | Effective Length L/D
min’ mm/min dp mm de mm min’ mm/min dp mm de mm

0.5 2.5 40,000 400 0.03 0.1 36,000 360 0.027 0.09
0.2 0.05 1 5 40,000 320 0.02 0.1 36,000 280 0.018 0.09
1.5 7.5 30,000 180 0.01 0.1 27,000 160 0.009 0.09
1 33 40,000 480 0.03 0.15 36,000 420 0.027 0.14
0.3 0.05 A5 5 40,000 360 0.024 0.15 36,000 320 0.022 0.14
2 6.7 30,000 240 0.018 0.15 27,000 210 0.016 0.14
1 2.5 40,000 640 0.03 0.2 36,000 580 0.027 0.18
2 5 40,000 560 0.024 0.2 36,000 500 0.022 0.18
005 3 7.5 30,000 420 0.018 0.2 27,000 380 0.016 0.18
4 10 30.000 360 0.012 0.2 27,000 320 0.01 0.18
04 1 25 40,000 640 0.06 0.2 36,000 580 0.054 0.18
2 5 40,000 560 0.05 0.2 36,000 500 0.045 0.18
o1 3 7.5 30,000 420 0.036 0.2 27,000 380 0.032 0.18
4 10 30,000 360 0.024 0.2 27,000 320 0.022 0.18
2 4 40,000 800 0.03 0.25 36,000 720 0.027 0.23
3 6 35,000 640 0.024 0.25 32,000 580 0.022 0.23
005 4 8 30,000 480 0.018 0.25 27,000 420 0.016 0.23
5 10 25,000 400 0.012 0.25 23,000 360 0.01 0.23
0> 2 4 40,000 800 0.06 0.25 36,000 720 0.054 0.23
3 6 35,000 640 0.05 0.25 32,000 580 0.045 0.23
01 4 8 30,000 480 0.036 0.25 27,000 420 0.032 0.23
5 10 25,000 400 0.024 0.25 23,000 360 0.022 0.23
2 33 30,000 1,000 0.03 0.3 27,000 900 0.027 0.27
0.05 4 6.7 25,000 800 0.02 0.3 23,000 720 0.018 0.27
6 10 20,000 600 0.012 0.3 18,000 540 0.01 0.27
06 2 3.3 30,000 1,000 0.06 0.3 27,000 900 0.054 0.27
0.1 4 6.7 25,000 800 0.05 0.3 23,000 720 0.045 0.27
6 10 20,000 600 0.036 0.3 18,000 540 0.032 0.27
4 5 25,000 1,600 0.03 0.4 23,000 1,400 0.027 0.36
0.05 6 7.5 20,000 1,200 0.024 0.4 18,000 1,100 0.022 0.36
8 10 16,000 800 0.02 0.4 14,000 720 0.018 0.36
08 4 5 25,000 1,600 0.06 0.4 23,000 1,400 0.054 0.36
0.1 6 7.5 20,000 1,200 0.05 0.4 18,000 1,100 0.045 0.36
8 10 16,000 800 0.04 0.4 14,000 720 0.036 0.36
3 3 25,000 2,400 0.06 0.6 23,000 2,200 0.054 0.55
4 4 25,000 2,200 0.055 0.6 23,000 2,000 0.05 0.55
5 5 22,000 2,000 0.05 0.6 20,000 1,800 0.045 0.55
01 6 6 20,000 1,800 0.045 0.6 18,000 1,600 0.04 0.55
8 8 16,000 1,400 0.04 0.6 14,000 1,200 0.036 0.55
q 10 10 12,000 1,000 0.03 0.6 11,000 900 0.027 0.55
3 3 25,000 2,400 0.12 0.6 23,000 2,200 0.11 0.55
4 4 25,000 2,200 0.11 0.6 23,000 2,000 0.1 0.55
5 5 22,000 2,000 0.1 0.6 20,000 1,800 0.09 0.55
02 6 6 20,000 1,800 0.09 0.6 18,000 1,600 0.08 0.55
8 8 16,000 1,400 0.08 0.6 14,000 1,200 0.07 0.55
10 10 12,000 1,000 0.06 0.6 11,000 900 0.054 0.55
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Work Material Copper Copper Tungsten (W70%-Cu30%)
Cl#R# KRR tNVAKE [Ek%2 XK EE IVAHKE
AR d—F—3¥R BaER HNREFIMROL|| Spindle Speed Feed Depth of Cut Spindle Speed Feed Depth of Cut
Dia. Corner Radius | Effective Length L/D
min’' mm/min dp mm de mm min’’ mm/min dp mm de mm
15 05 10 6.6 16,000 1,600 0.2 0.9 14,000 1,400 0.18 0.8
’ ' 20 133 8,000 600 0.06 0.9 7,000 540 0.054 0.8
5 2.5 16,000 3,000 0.06 1.2 14,000 2,700 0.054 1.1
8 4 14,000 2,600 0.06 1.2 13,000 2,400 0.054 1.1
0.1 10 5 12,000 2,000 0.06 1.2 11,000 1,800 0.054 1.1
15 7.5 10,000 1,600 0.05 1.2 9,000 1,400 0.045 1.1
- 20 10 8,000 1,200 0.04 1.2 7,000 1,100 0.036 1.1
5 2.5 16,000 3,000 0.18 1.2 14,000 2,700 0.16 1.1
8 4 14,000 2,600 0.18 1.2 13,000 2,400 0.16 1.1
0.3 10 5 12,000 2,000 0.18 1.2 11,000 1,800 0.16 1.1
15 7.5 10,000 1,600 0.14 1.2 9,000 1,400 0.13 1.1
20 10 8,000 1,200 0.1 1.2 7,000 1,100 0.09 1.1
12 4 14,000 3,000 0.12 1.8 13,000 2,700 0.1 1.6
0.2 18 6 12,000 2,400 0.1 1.8 11,000 2,200 0.09 1.6
24 8 10,000 1,800 0.08 1.8 9,000 1,600 0.07 1.6
3 12 4 14,000 3,000 0.3 1.8 13,000 2,700 0.27 1.6
15 5 13,000 2,600 0.3 1.8 12,000 2,400 0.27 1.6
0.5 18 6 12,000 2,400 0.25 1.8 11,000 2,200 0.23 1.6
24 8 10,000 1,800 0.2 1.8 9,000 1,600 0.18 1.6
30 10 8,000 1,400 0.16 1.8 7,000 1,200 0.14 1.6
16 4 10,000 2,800 0.14 2.8 9,000 2,500 0.13 2.5
0.2 24 6 8,000 2,200 0.12 2.8 7,000 1,900 0.1 2.5
32 8 6,000 1,600 0.1 2.8 5,500 1,400 0.09 25
16 4 10,000 2,800 0.3 2.4 9,000 2,500 0.27 2.2
4 0.5 24 6 8,000 2,200 0.24 2.4 7,000 1,900 0.22 2.2
32 8 6,000 1,600 0.18 2.4 5,500 1,400 0.16 2.2
16 4 10,000 2,800 0.6 2 9,000 2,500 0.54 1.8
1 24 6 8,000 2,200 0.48 2 7,000 1,900 0.43 1.8
32 8 6,000 1,600 0.36 2 5,500 1,400 0.32 1.8
02 24 4 6,000 2,600 0.12 4.2 5,500 2,300 0.11 3.8
' 48 8 4,000 1,600 0.06 4.2 3,500 1,400 0.05 3.8
24 4 6,000 2,600 0.3 3.6 5,500 2,300 0.27 3.2
6 0.5 30 5 5,000 2,200 0.24 3.6 4,500 1,900 0.22 3.2
48 8 4,000 1,600 0.16 3.6 3,500 1,400 0.14 3.2
; 24 4 6,000 2,600 0.6 3 5,500 2,300 0.54 2.7
48 8 4,000 1,600 0.3 3 3,500 1,400 0.27 2.7
XAVHIRHEBEBETT . EEONTIHIRS LOEREIRG (C TUHISRGZRHEL TIEE L,
¥V IAAKEDAPFEA BN AHES . AelFHEEABOYIN IAKZES ZERLET,
¥ ZEWIAKRBED 7 7O—FHEE LT AUAIL 885 KOS > 7 (1ER) TOUHEINTIZHEH LET .
MBUHISIHIRG 2 SE (OxV) REZ60% EBRICKREL. FEUHZHBDHLET.
XEEUNRET B155(F. OEHEX)REZRCAEG TR TIETIOV,
Flo. TEOEHAEY BVBELERICALIETRF TS,
" = HT—F > NIRKBIETEBEHRDLET,
Notes ¥Recommend to use the milling condition as just reference. Adjust milling conditions according to machining shape and
machine status.
%#Depth of Cut : ap=Axial Depth of Cut / ae=Radial Depth of Cut.
3#Recommend to apply helical or ramping for approaching into axial direction.
%#For slotting, recommend reciprocating milling by adjusting feed & ap in below 60% of recommended milling condition.
%#Reduce both spindle speed and feed at same rate for chattering and also for insufficient spindle speed of a machine.
s#Water-insoluble cutting fluid is recommended.






