MRBSH230SF
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Work Material High Speed Steels / Hardened Steels High Speed Steels High Speed Steels
SKH51-SKD11 (~62HRC) SKH55-HAP40 (~66HRC) SKH57-HAP72 (~70HRC)
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Lenath e apmm | aemm | mm/min min’ apmm | aemm | mm/min min’ apmm | aemm | mm/min min’
0.2 2 0.002 | 0.005 100 | 40,000 | 0.002 | 0.003 70 | 40,000 | 0.002 | 0.003 50 | 40,000
RO.05 0.3 3 0.002 | 0.005 70 | 40,000 | 0.002 | 0.003 50 | 40,000 | 0.002 | 0.003 40 | 40,000
0.5 5 0.001 | 0.003 50 | 40,000 [ 0.001 | 0.002 30 | 40,000 | 0.001 | 0.002 20 | 40,000
RO.075 0.3 2 0.002 | 0.005 150 | 40,000 | 0.002 | 0.003 100 | 40,000 | 0.002 | 0.003 80 | 40,000
0.5 3.3 0.002 | 0.005 120 | 40,000 | 0.002 | 0.003 70 |40,000 | 0.002 | 0.003 50 | 40,000
0.3 1.5 0.005 | 0.005 300 | 40,000 | 0.003 | 0.003 200 | 40,000 | 0.003 | 0.003 150 | 40,000
RO.1 0.5 25 0.005 | 0.005 280 | 40,000 | 0.003 | 0.003 180 | 40,000 | 0.003 | 0.003 130 | 40,000
’ 0.75 | 3.75 0.003 | 0.005 200 | 40,000 | 0.002 | 0.003 150 | 40,000 [ 0.002 | 0.003 110 | 40,000
1 5 0.002 | 0.003 160 | 40,000 | 0.001 | 0.002 120 | 40,000 [ 0.001 | 0.002 90 | 40,000
0.5 1.7 0.007 | 0.01 300 | 40,000 | 0.003 | 0.005 280 | 40,000 | 0.003 | 0.005 210 | 40,000
0.6 2 0.005 | 0.007 300 | 40,000 | 0.003 | 0.005 250 |40,000| 0.003 | 0.005 180 | 40,000

RO.15 0.75 | 25 0.005 | 0.007 280 | 40,000 | 0.003 | 0.005 230 | 40,000 [ 0.003 | 0.005 170 | 40,000

1 3.3 0.005 | 0.007 250 | 40,000 | 0.003 | 0.005 200 | 40,000 [ 0.003 | 0.005 150 | 40,000
1.5 5 0.003 | 0.005 180 | 40,000 | 0.002 | 0.003 120 | 40,000 | 0.002 | 0.003 90 | 40,000
0.5 1.25 0.03 0.03 720 | 40,000 | 0.009 | 0.02 580 | 40,000 | 0.009 | 0.02 420 | 35,000

0.8 2 0.02 0.03 720 | 40,000 | 0.008 | 0.02 580 | 40,000 | 0.008 | 0.02 420 | 35,000
RO.2 1 2.5 0.02 0.03 720 | 40,000 | 0.008 | 0.02 580 | 40,000 | 0.008 | 0.02 400 | 35,000
E5 3.75 0.01 0.02 500 | 40,000 | 0.005 | 0.01 400 | 40,000 | 0.005 | 0.01 280 | 35,000
2 5 0.007 | 0.01 380 | 40,000 | 0.005 | 0.007 300 | 40,000 | 0.005 | 0.007 220 | 35,000
255) 6.25 0.005 | 0.007 300 | 40,000 | 0.003 | 0.005 260 | 40,000 | 0.003 | 0.005 190 | 35,000
1 2 0.02 0.03 860 | 40,000 | 0.01 0.02 650 | 35,000 | 0.01 0.02 450 | 30,000
1.5 3 0.01 0.03 720 | 40,000 [ 0.007 | 0.02 520 | 35,000 | 0.007 | 0.02 350 | 30,000
RO.25 2 4 0.01 0.02 650 | 40,000 [ 0.007 | 0.01 400 | 35,000 | 0.007 | 0.01 270 | 30,000
2.5 5 0.007 | 0.01 530 | 40,000 [ 0.005 | 0.007 360 |35,000 | 0.005 | 0.007 240 | 30,000
3 6 0.007 | 0.01 420 | 35,000 | 0.005 | 0.007 320 | 35,000 | 0.005 | 0.007 220 | 30,000
1 1.7 0.03 0.06 1,000 | 40,000 | 0.02 0.05 720 | 30,000 | 0.02 0.05 540 | 25,000
1.5 25 0.03 0.06 1,000 | 40,000 | 0.02 0.05 720 |30,000| 0.02 0.05 540 | 25,000
2 3.3 0.03 0.06 1,000 | 40,000 | 0.02 0.05 720 | 30,000 | 0.02 0.05 540 | 25,000
RO.3 2.5 4.1 0.02 0.04 840 | 40,000 | 0.02 0.03 640 | 30,000 | 0.02 0.03 480 | 25,000
B8 5 0.02 0.04 840 | 40,000 | 0.02 0.03 600 | 30,000 | 0.02 0.03 450 | 25,000
3.5 5.9 0.01 0.03 600 | 30,000 | 0.01 0.02 420 | 30,000 | 0.01 0.02 310 | 25,000
4 6.7 0.01 0.03 600 | 30,000 | 0.01 0.02 420 | 30,000 | 0.01 0.02 310 | 25,000
2 2.5 0.07 0.1 1,600 | 35,000 | 0.05 0.1 1,200 | 30,000 [ 0.03 0.1 900 | 25,000
RO.4 3 3.75 0.05 0.1 1,600 | 35,000 | 0.05 0.05 1,200 | 30,000 [ 0.03 0.05 900 | 25,000
4 5 0.04 0.06 1,200 | 30,000 | 0.03 0.05 860 | 25,000 | 0.02 0.05 640 | 20,000
5 6.25 0.03 0.05 1,000 | 25,000 | 0.02 0.03 620 | 25,000 | 0.015 | 0.03 460 | 20,000
2 2 0.1 0.2 2,000 | 30,000 [ 0.08 0.1 1,400 | 25,000 | 0.05 0.1 1,000 | 20,000
25 25 0.1 0.2 2,000 | 30,000 [ 0.08 0.1 1,400 | 25,000 [ 0.05 0.1 1,000 | 20,000
RO5 3 3 0.1 0.2 2,000 | 30,000 | 0.08 0.1 1,400 | 25,000 [ 0.05 0.1 1,000 | 20,000
4 4 0.05 0.15 1,600 | 28,000 [ 0.05 0.1 1,200 | 25,000 [ 0.03 0.1 900 | 20,000
5 5 0.04 0.1 1,400 | 25,000 [ 0.03 0.05 920 |20,000 | 0.02 0.05 700 | 16,000
6 6 0.04 0.05 1,200 | 22,000 | 0.02 0.05 740 20,000 | 0.015 | 0.05 550 | 16,000
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Work Material High Speed Steels / Hardened Steels High Speed Steels High Speed Steels
SKH51-SKD11 (~62HRC) SKH55-HAP40 (~66HRC) SKH57-HAP72 (~70HRC)
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Lenath e apmm | aemm | mm/min min’ apmm | aemm | mm/min min’ apmm | aemm | mm/min min’
2.4 2 0.1 0.2 2,000 | 30,000 | 0.08 0.1 1,600 | 25,000 | 0.05 0.1 1,200 | 20,000
RO6 4 3.3 0.1 0.2 2,000 | 30,000 | 0.06 0.1 1,600 | 25,000 | 0.05 0.1 1,200 | 20,000
6 5 0.05 0.1 1,400 | 25,000 | 0.03 0.07 1,000 | 20,000 | 0.02 0.07 750 | 16,000
8 6.7 0.03 0.07 1,200 | 22,000 | 0.02 0.05 850 | 20,000 | 0.015 | 0.05 650 | 16,000
3 2 0.1 0.3 2,500 | 30,000 | 0.1 0.2 2,000 | 25,000 | 0.06 0.2 1,500 | 20,000
4 2.7 0.1 0.3 2,000 | 25,000 | 0.1 0.2 1,600 | 22,000 | 0.06 0.2 1,200 | 18,000
RO.75 6 4 0.1 0.2 1,600 | 22,000 [ 0.1 0.1 1,200 | 20,000 | 0.06 0.1 950 | 16,000
8 53 0.05 0.2 1,400 | 20,000 [ 0.05 0.1 1,000 | 18,000 | 0.03 0.1 700 | 13,000
10 6.7 0.05 0.1 1,200 | 18,000 | 0.05 0.05 850 | 16,000 | 0.03 0.05 650 | 13,000
RO.8 8 5 0.07 0.2 1,400 | 20,000 | 0.05 0.1 1,000 | 16,000 | 0.03 0.1 750 | 13,000
3 1.5 0.2 0.5 2,500 | 25,000 [ 0.15 0.3 2,000 | 20,000 [ 0.1 0.3 1,500 | 16,000
4 2 0.2 0.5 2,500 | 25,000 [ 0.15 0.3 2,000 | 20,000 [ 0.1 0.3 1,500 | 16,000
R1 6 3 0.2 0.3 2,000 | 22,000 | 0.15 0.3 1,600 | 20,000 [ 0.1 0.3 1,200 | 16,000
8 4 0.1 0.2 1,600 | 18,000 | 0.1 0.15 | 1,200 | 16,000 | 0.06 0.15 950 | 13,000
10 5 0.1 0.2 1,400 | 16,000 | 0.1 0.1 1,000 | 14,000 | 0.06 0.1 750 | 11,000
12 6 0.07 0.1 1,200 | 14,000 | 0.05 0.1 850 | 12,000 | 0.03 0.1 650 | 9,500
6 2.4 0.2 0.5 2,500 |20,000| 0.15 0.4 2,000 | 18,000 | 0.1 0.4 1,500 | 14,000
R1.25 8 3.2 0.2 0.3 2,100 | 20,000 | 0.15 0.3 1,800 | 18,000 | 0.1 0.3 1,300 | 14,000
10 4 0.15 0.2 1,800 | 18,000 | 0.1 0.15 1,500 | 16,000 | 0.06 0.15 1,100 | 13,000
15 6 0.07 0.15 1,200 | 14,000 | 0.05 0.1 900 | 12,000 [ 0.03 0.1 700 | 9,500
6 2 0.2 0.6 2,500 18,000 0.2 0.5 2,000 | 15,000 | 0.12 0.5 1,500 | 12,000
8 2.7 0.2 0.6 2,500 | 18,000 | 0.2 0.5 2,000 | 15,000 | 0.12 0.5 1,500 | 12,000
10 3.3 0.2 0.4 2,100 | 18,000 | 0.15 0.3 1,800 | 15,000 | 0.1 0.3 1,300 | 12,000
R1.5 12 4 0.2 0.4 2,000 | 18,000 | 0.1 0.3 1,500 | 15,000 | 0.06 0.3 1,100 | 12,000
14 4.7 0.1 0.3 1,600 | 16,000 [ 0.1 0.2 1,200 | 12,000 | 0.06 0.2 900 | 10,000
16 5.3 0.1 0.3 1,600 | 16,000 [ 0.1 0.2 1,200 | 12,000 | 0.06 0.2 900 | 10,000
20 6.7 0.08 0.2 1,200 | 14,000 [ 0.08 0.1 850 | 12,000 | 0.06 0.1 650 | 9,500
8 2 0.2 0.8 2,500 | 15,000 | 0.2 0.6 2,000 | 12,000 [ 0.15 0.6 1,500 | 9,500
10 2.5 0.2 0.8 2,500 | 15,000 | 0.2 0.6 2,000 | 12,000 [ 0.15 0.6 1,500 | 9,500
R2 12 3 0.2 0.8 2,500 | 15,000 | 0.2 0.6 2,000 | 12,000 [ 0.15 0.6 1,500 | 9,500
15 3.75 0.2 0.8 2,000 | 15,000 | 0.15 0.6 1,600 | 12,000 | 0.12 0.6 1,200 | 9,500
20 5 0.1 0.6 1,700 | 14,000 | 0.1 0.4 1,200 | 10,000 | 0.08 0.4 900 | 8,000
25 6.25 0.1 0.4 1,200 | 14,000 | 0.1 0.2 850 | 10,000 | 0.08 0.2 650 | 8,000
10 2 0.2 1.2 2,500 | 12,000 | 0.2 0.7 2,000 | 10,000 [ 0.15 0.7 1,500 | 8,000
R2.5 15 3 0.2 1.2 2,500 | 12,000 0.2 0.7 2,000 | 10,000 | 0.15 0.7 1,500 | 8,000
20 4 0.2 1 2,000 | 10,000 | 0.15 0.6 1,600 | 8,500 | 0.12 0.6 1,200 | 6,500
10 1.7 0.3 1.2 2,500 | 8,000 0.2 1 2,000 | 7,000 | 0.15 1 1,500 | 5,500
15 25 0.3 1.2 2,500 | 8,000 0.2 1 2,000 | 7,000 | 0.15 1 1,500 | 5,500
R3 20 3.3 0.3 1.2 2,500 | 8,000 0.2 1 2,000 | 7,000 | 0.15 1 1,500 5,500
25 4.1 0.2 1 2,200 | 8,000 0.15 0.7 1,600 | 7,000 | 0.12 0.7 1,200 | 5,500
30 5 0.2 1 1,800 | 7,000 0.15 0.7 1,300 | 6,500 | 0.12 0.7 950 | 5,000
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flotes %1 Depth of cut ap indicates Axial Depth of Cut, ae indicates Radial Depth of Cut.
%2 In case of chattering etc., please adjust cutting conditions if necessary.
%3 At point where cutting load is high such as at corners, pay attention to setting cutting conditions and tool paths particularly.
%4 Adjust both spindle speed and feed at the same rate.
%5 A shrink fit type is recommended for holding tool. When using collet type or others, strictly adhere to minimum gripping length.
%6 We recommend using Oil Mist coolant.
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