SHPR400

tﬂﬁ“%1¢§%i€ Recommended Milling Conditions

A HEEE BEEE NAZ
Pzl Prehardened Steels-Hardened Steels Hardened Steels High Speed Tool Steels
Work Material NAK80+STAVAX+SKD61 DC53+ELMAX-PD613 DRM3-YXR3
(~52HRCQ) (~62HRCQ) (~70HRC)
| 1132 | BFE HEE HAKE RRE | O tHAKE RYRE | D8R HAKRE RYRE | OEnE
NE BTR Depth of Cut Feed Spindle Speed Depth of Cut Feed Spindle Speed Depth of Cut Feed Spindle Speed
Dia. (éoar.\er UnLder l}(lﬁck OH,
adius eng
L/D dpmm | demm | mm/min min” dpmm | demm | mm/min min dpmm | demm | mm/min min’'
0.2 2 0.002 | 0.015 320 | 50,000 | 0.002 | 0.01 240 | 50,000 | 0.001 | 0.01 120 | 50,000
R0.01 0.3 3 0.002 | 0.015 240 | 50,000 | 0.001 0.01 160 | 50,000 | 0.001 | 0.01 60 | 50,000
01 0.5 5 0.002 | 0.01 240 | 50,000 | 0.001 0.01 160 50,000 | 0.001 | 0.01 60 | 50,000
0.2 2 0.002 | 0.015 400 | 50,000 | 0.002 | 0.01 300 | 50,000 | 0.001 | 0.01 200 | 50,000
R0.02 0.3 3 0.002 | 0.015 300 | 50,000 | 0.001 0.01 200 | 50,000 | 0.001 | 0.01 100 | 50,000
0.5 5 0.002 | 0.01 300 | 50,000 | 0.001 0.01 200 | 50,000 | 0.001 | 0.01 100 | 50,000
0.2 1.3 0.003 | 0.02 500 | 50,000 | 0.003 | 0.02 400 | 50,000 [ 0.002 | 0.015 300 | 50,000
R0.02 0.3 2 0.003 | 0.02 400 | 50,000 [ 0.003 0.02 300 | 50,000 | 0.002 | 0.015 200 | 50,000
015 0.5 3.3 0.002 | 0.02 400 50,000 | 0.002 0.02 300 | 50,000 | 0.001 | 0.015 200 | 50,000
0.2 1.3 0.003 | 0.02 500 | 50,000 | 0.003 | 0.02 400 | 50,000 | 0.002 | 0.015 300 | 50,000
R0.03 0.3 2 0.003 | 0.02 400 50,000 | 0.003 0.02 300 | 50,000 | 0.002 | 0.015 200 | 50,000
0.5 3.3 0.002 | 0.02 400 | 50,000 [ 0.002 0.02 300 | 50,000 | 0.001 | 0.015 200 | 50,000
0.3 1.5 0.003 | 0.03 800 | 50,000 | 0.003 | 0.03 700 | 50,000 | 0.002 | 0.02 500 | 50,000
R0.02 0.5 2.5 0.003 | 0.03 600 50,000 | 0.003 0.03 600 | 50,000 | 0.002 | 0.02 400 | 50,000
02 1 5 0.003 | 0.02 400 50,000 | 0.003 0.02 400 | 50,000 [ 0.002 | 0.01 200 | 50,000
' 0.3 1.5 0.003 | 0.03 800 | 50,000 | 0.003 | 0.03 700 | 50,000 | 0.002 | 0.02 500 | 50,000
R0.03 0.5 2.5 0.003 | 0.03 600 50,000 | 0.003 0.03 600 | 50,000 | 0.002 | 0.02 400 | 50,000
1 5 0.003 | 0.02 400 50,000 | 0.003 0.02 400 | 50,000 [ 0.002 | 0.01 200 | 50,000
0.5 1.7 0.003 | 0.05 800 | 50,000 [ 0.003 | 0.05 700 | 50,000 | 0.002 | 0.03 500 | 50,000
0.75 2.5 0.003 | 0.05 800 50,000 | 0.003 0.05 640 | 50,000 | 0.002 | 0.03 480 | 50,000
R0.02 1 3.3 0.003 | 0.05 800 50,000 | 0.003 0.05 640 | 50,000 | 0.002 | 0.03 480 | 50,000
1.5 5 0.003 | 0.03 640 | 50,000 [ 0.003 | 0.03 480 | 50,000 [ 0.002 | 0.02 320 | 50,000
03 2 6.7 0.003 | 0.03 640 | 50,000 | 0.003 0.03 480 50,000 | 0.002 | 0.02 320 | 50,000
0.5 1.7 0.003 | 0.05 1,000 | 50,000 [ 0.003 0.05 800 | 50,000 | 0.002 | 0.03 600 | 50,000
0.75 2.5 0.003 | 0.05 1,000 | 50,000 | 0.003 | 0.05 800 | 50,000 | 0.002 | 0.03 600 | 50,000
R0.05 1 3.3 0.003 | 0.05 1,000 | 50,000 [ 0.003 0.05 800 | 50,000 | 0.002 | 0.03 600 | 50,000
1.5 5 0.003 | 0.03 800 | 50,000 [ 0.003 0.03 600 50,000 | 0.002 | 0.02 400 | 50,000
2 6.7 0.003 | 0.03 800 | 50,000 | 0.003 | 0.03 600 | 50,000 | 0.002 | 0.02 400 | 50,000
0.5 1.3 0.004 | 0.1 900 | 50,000 [ 0.004 0.1 800 | 50,000 | 0.003 | 0.08 600 | 50,000
1 2.5 0.004 | 0.1 900 | 50,000 | 0.004 | 0.1 800 | 50,000 | 0.003 | 0.08 600 | 50,000
R0.02 1.5 3.8 0.004 | 0.1 900 | 50,000 [ 0.004 0.1 800 | 50,000 | 0.003 | 0.08 600 | 50,000
2 5 0.004 | 0.08 800 | 50,000 [ 0.004 0.08 700 | 50,000 | 0.003 | 0.05 500 | 50,000
2.5 6.3 0.004 | 0.08 800 | 50,000 [ 0.004 0.08 700 50,000 | 0.003 | 0.05 500 | 50,000
0.5 1.3 0.005 | 0.1 1,100 | 50,000 | 0.005 | 0.1 1,000 | 50,000 | 0.004 | 0.08 800 | 50,000
1 2.5 0.005 | 0.1 1,100 50,000 | 0.005 0.1 1,000 | 50,000 [ 0.004 | 0.08 800 | 50,000
0.4 R0.05 1.5 3.8 0.005 | 0.1 1,100 | 50,000 | 0.005 | 0.1 1,000 | 50,000 | 0.004 | 0.08 800 | 50,000
2 5 0.005 | 0.08 1,000 50,000 | 0.005 0.08 800 | 50,000 | 0.004 | 0.05 600 | 50,000
2.5 6.3 0.005 | 0.08 1,000 | 50,000 | 0.005 0.08 800 | 50,000 | 0.004 | 0.05 600 | 50,000
0.5 1.3 0.008 | 0.1 1,200 | 50,000 | 0.008 | 0.1 1,100 | 50,000 | 0.005 | 0.08 900 | 50,000
1 2.5 0.008 | 0.1 1,200 | 50,000 | 0.008 0.1 1,100 | 50,000 [ 0.005 | 0.08 900 | 50,000
RO.1 1.5 3.8 0.008 | 0.1 1,200 50,000 | 0.008 0.1 1,100 | 50,000 [ 0.005 | 0.08 900 | 50,000
2 5 0.005 | 0.08 1,200 | 50,000 | 0.005 | 0.08 1,100 | 50,000 | 0.004 | 0.05 900 | 50,000
2.5 6.3 0.005 | 0.08 1,200 50,000 | 0.005 0.08 1,100 | 50,000 [ 0.004 | 0.05 900 | 50,000
0.5 1 0.005 | 0.15 1,000 50,000 | 0.005 0.15 1,000 | 50,000 | 0.003 | 0.1 800 | 50,000
1 2 0.005 | 0.15 1,000 | 50,000 | 0.005 | 0.15 1,000 | 50,000 | 0.003 | 0.1 800 | 50,000
R0.02 1.5 3 0.005 | 0.15 1,000 50,000 | 0.005 0.15 1,000 | 50,000 | 0.003 | 0.1 800 | 50,000
2 4 0.005 | 0.1 1,000 50,000 | 0.005 0.1 1,000 | 50,000 [ 0.003 | 0.08 800 | 50,000
05 2.5 5 0.005 | 0.08 1,000 | 50,000 | 0.005 | 0.08 1,000 | 50,000 | 0.003 | 0.05 800 | 50,000
0.5 1 0.01 0.15 1,200 50,000 | 0.01 0.15 1,200 | 50,000 | 0.007 | 0.1 1,000 | 50,000
1 2 0.01 0.15 1,200 50,000 | 0.01 0.15 1,200 | 50,000 | 0.007 | 0.1 1,000 | 50,000
R0.05 1.5 3 0.01 0.15 1,200 | 50,000 | 0.01 0.15 1,200 | 50,000 | 0.007 | 0.1 1,000 | 50,000
2 4 0.007 | 0.12 1,200 | 50,000 | 0.007 | 0.12 1,200 | 50,000 | 0.005 | 0.08 1,000 | 50,000
2.5 5 0.007 | 0.1 1,200 | 50,000 [ 0.007 0.1 1,200 50,000 | 0.005 | 0.07 1,000 | 50,000
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Work Material NAK80+STAVAX-SKD61 DC53-ELMAX-PD613 DRM3-YXR3
(~52HRC) (~62HRC) (~70HRQ)
) 1-yuE | BHTE SEE thAHE EYEE | O UhAKE ZEEE | O thAKRE EEE @ﬁiﬁ

SR BT Depth of Cut Feed Spindle Speed Depth of Cut Feed Spindle Speed Depth of Cut Feed Spindle Speed

Dia. ﬁo:ﬂr_ler UnLder ’\tJIsCK DL
adius eng
L/D dpmm | demm | mm/min min’' dpmm | demm | mm/min min’' dpmm | demm | mm/min min’

0.5 1 0.02 0.15 1,600 | 50,000 [ 0.02 0.15 1,500 | 50,000 | 0.01 0.1 1,400 50,000

1 2 0.02 0.15 1,600 | 50,000 [ 0.02 0.15 1,500 | 50,000 [ 0.01 0.1 1,400 50,000

0.5 RO.1 1.5 3 0.02 0.15 1,600 | 50,000 [ 0.02 0.15 1,500 | 50,000 | 0.01 0.1 1,400 50,000

2 4 0.01 0.12 1,600 | 50,000 | 0.01 0.12 1,500 | 50,000 [ 0.008 | 0.08 1,400 50,000

2.5 5 0.008 | 0.1 1,600 | 50,000 [ 0.008 | 0.1 1,500 | 50,000 [ 0.005 | 0.07 1,400 50,000

0.5 0.8 0.005 | 0.18 1,200 | 50,000 | 0.005 | 0.18 1,200 | 50,000 | 0.003 | 0.15 1,000 | 50,000

1 1.7 0.005 | 0.18 1,200 | 50,000 [ 0.005 | 0.18 1,200 | 50,000 [ 0.003 | 0.15 1,000 | 50,000

R0.02 1.5 2.5 0.005 | 0.18 1,200 | 50,000 [ 0.005 | 0.18 1,200 | 50,000 | 0.003 | 0.15 1,000 | 50,000

2 3.3 0.005 | 0.18 1,200 | 50,000 [ 0.005 | 0.18 1,200 | 50,000 [ 0.003 | 0.15 1,000 | 50,000

2.5 4.2 0.005 | 0.15 1,200 | 50,000 [ 0.005 | 0.15 1,200 | 50,000 [ 0.003 | 0.12 1,000 | 50,000

0.5 0.8 0.01 0.18 1,400 50,000 | 0.01 0.18 1,400 | 50,000 [ 0.007 | 0.15 1,200 | 50,000

1 1.7 0.01 0.18 1,400 50,000 | 0.01 0.18 1,400 | 50,000 | 0.007 | 0.15 1,200 | 50,000

0.6 R0.05 1.5 2.5 0.01 0.18 1,400 50,000 | 0.01 0.18 1,400 | 50,000 [ 0.007 | 0.15 1,200 | 50,000

2 3.3 0.01 0.18 1,400 50,000 | 0.01 0.18 1,400 | 50,000 [ 0.007 | 0.15 1,200 | 50,000

2.5 4.2 0.01 0.15 1,400 50,000 | 0.01 0.15 1,400 | 50,000 [ 0.007 | 0.12 1,200 | 50,000

0.5 0.8 0.02 0.2 1,800 | 50,000 | 0.02 0.18 1,600 | 50,000 | 0.01 0.15 1,400 | 50,000

1 1.7 0.02 0.2 1,800 | 50,000 | 0.02 0.18 1,600 | 50,000 | 0.01 0.15 1,400 | 50,000

RO.1 1.5 2.5 0.02 0.2 1,800 | 50,000 | 0.02 0.18 1,600 | 50,000 | 0.01 0.15 1,400 | 50,000

2 3.3 0.02 0.2 1,800 | 50,000 | 0.02 0.18 1,600 50,000 | 0.01 0.15 1,400 | 50,000

2.5 4.2 0.02 0.18 1,800 | 50,000 | 0.02 0.15 1,600 50,000 | 0.01 0.12 1,400 | 50,000

1.5 1.9 0.005 | 0.2 1,400 | 45,000 | 0.005 | 0.2 1,400 | 45,000 | 0.003 | 0.1 1,000 | 40,000

R0.02 2.5 3.1 0.005 | 0.2 1,400 | 45,000 | 0.005 | 0.2 1,400 | 45,000 | 0.003 | 0.1 1,000 | 40,000

5 6.3 0.005 | 0.1 1,400 | 45,000 | 0.005 | 0.1 1,400 | 45,000 [ 0.003 | 0.05 1,000 | 40,000

1.5 1.9 0.01 0.25 1,800 | 45,000 | 0.01 0.2 1,600 | 45,000 | 0.007 | 0.1 1,200 | 40,000

0.8 R0.05 2.5 3.1 0.01 0.25 1,800 | 45,000 | 0.01 0.2 1,600 | 45,000 [ 0.007 | 0.1 1,200 | 40,000

5 6.3 0.01 0.2 1,800 | 45,000 | 0.01 0.15 1,600 | 45,000 [ 0.005 | 0.1 1,200 | 40,000

1.5 1.9 0.02 0.3 2,200 | 45,000 | 0.02 0.2 1,800 | 45,000 | 0.01 0.1 1,400 | 40,000

RO.1 2.5 3.1 0.02 0.3 2,200 | 45,000 | 0.02 0.2 1,800 | 45,000 | 0.01 0.1 1,400 | 40,000

5 6.3 0.01 0.2 2,200 | 45,000 | 0.01 0.15 1,800 | 45,000 | 0.005 | 0.1 1,400 | 40,000

1 1 0.005 | 04 1,400 | 40,000 | 0.005 | 0.3 1,400 | 40,000 | 0.005 | 0.2 1,200 | 36,000

R0.02 2 2 0.005 | 04 1,400 | 40,000 [ 0.005 | 0.3 1,400 | 40,000 [ 0.005 | 0.2 1,200 | 36,000

3 3 0.005 | 0.3 1,400 | 40,000 [ 0.005 | 0.2 1,400 | 40,000 | 0.005 | 0.1 1,200 | 36,000

5 5 0.005 | 0.3 1,400 | 40,000 [ 0.005 | 0.2 1,400 | 40,000 [ 0.005 | 0.1 1,200 | 36,000

1 1 0.015 | 04 2,000 | 40,000 | 0.01 0.3 1,600 | 40,000 | 0.01 0.2 1,200 | 36,000

R0.05 2 2 0.015 | 04 2,000 | 40,000 | 0.01 0.3 1,600 | 40,000 | 0.01 0.2 1,200 | 36,000

3 3 0.015 | 0.3 2,000 | 40,000 | 0.01 0.2 1,600 | 40,000 | 0.01 0.1 1,200 | 36,000

1 5 5 0.01 0.3 1,800 | 40,000 | 0.01 0.2 1,600 | 40,000 [ 0.005 | 0.1 1,200 | 36,000

1 1 0.02 0.4 2,200 | 40,000 | 0.02 0.3 2,000 | 40,000 | 0.01 0.2 1,500 | 36,000

RO.1 2 2 0.02 0.4 2,200 | 40,000 | 0.02 0.3 2,000 | 40,000 | 0.01 0.2 1,500 | 36,000

3 3 0.02 0.3 2,200 | 40,000 | 0.02 0.2 2,000 | 40,000 | 0.01 0.1 1,500 | 36,000

5 5 0.015 | 0.3 2,200 | 40,000 [ 0.015 | 0.2 2,000 | 40,000 | 0.007 | 0.1 1,500 | 36,000

1 1 0.03 0.4 2,500 | 40,000 | 0.03 0.3 2,000 | 40,000 | 0.01 0.2 1,500 | 36,000

RO.2 2 2 0.03 0.4 2,500 | 40,000 | 0.03 0.3 2,000 | 40,000 | 0.01 0.2 1,500 | 36,000

3 3 0.02 0.3 2,500 | 40,000 [ 0.02 0.2 2,000 | 40,000 | 0.01 0.1 1,500 | 36,000

5 5 0.02 0.3 2,500 | 40,000 | 0.02 0.2 2,000 | 40,000 | 0.007 | 0.1 1,500 | 36,000

2 1.3 0.005 | 0.6 2,200 | 36,000 | 0.005 | 0.5 1,800 | 30,000 | 0.005 | 0.3 1,300 | 24,000

R0.02 3 2 0.005 | 0.6 2,200 | 36,000 [ 0.005 | 0.5 1,800 | 30,000 | 0.005 | 0.3 1,300 | 24,000

4.5 3 0.005 | 0.6 2,200 | 36,000 | 0.005 | 0.5 1,800 | 30,000 | 0.005 | 0.3 1,200 | 24,000

15 7.5 5 0.005 | 0.5 2,000 | 36,000 | 0.005 | 0.4 1,700 | 30,000 | 0.005 | 0.2 1,200 | 24,000

’ 2 1.3 0.02 0.6 2,500 | 36,000 [ 0.02 0.5 2,000 | 30,000 | 0.01 0.3 1,500 | 24,000

R0.05 3 2 0.02 0.6 2,500 | 36,000 | 0.02 0.5 2,000 | 30,000 | 0.01 0.3 1,500 | 24,000

4.5 3 0.02 0.6 2,500 | 36,000 | 0.01 0.5 2,000 | 30,000 | 0.01 0.3 1,500 | 24,000

7.5 5 0.02 0.5 2,400 | 36,000 | 0.01 0.4 2,000 | 30,000 | 0.01 0.2 1,400 | 24,000
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Work Material NAK80-STAVAX-SKD61 DC53-ELMAX-PD613 DRM3-YXR3
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T NEE thAKE RUEE | DI thAKE EUEE | O thAKE BUEE | O
Sz = BTE Depth of Cut Feed Spindle Speed Depth of Cut Feed Spindle Speed Depth of Cut Feed Spindle Speed
Dia. Comer Under Neck o
Radius Length
L/D dpmm | demm | mm/min min” dpmm | demm | mm/min min” dpmm | demm | mm/min min’'
2 1.3 0.04 0.6 4,000 | 36,000 | 0.03 0.5 3,200 | 30,000 | 0.015 0.3 2,000 | 24,000
RO 3 2 0.04 0.6 3,500 | 36,000 | 0.03 0.5 2,800 | 30,000 | 0.015 0.3 1,800 | 24,000
’ 4.5 3 0.04 0.6 3,500 | 36,000 | 0.03 0.5 2,800 | 30,000 | 0.01 0.3 1,800 | 24,000
15 7.5 5 0.03 0.5 3,000 | 36,000 | 0.02 0.4 2,500 | 30,000 | 0.01 0.2 1,600 | 24,000
’ 2 1.3 0.04 0.6 4,000 | 36,000 [ 0.03 0.5 3,200 | 30,000 | 0.015 0.3 2,000 | 24,000
RO.2 3 2 0.04 0.6 3,500 | 36,000 | 0.03 0.5 2,800 | 30,000 | 0.015 0.3 1,800 | 24,000
' 4.5 3 0.04 0.6 3,500 | 36,000 | 0.03 0.5 2,800 | 30,000 | 0.01 0.3 1,800 | 24,000
7.5 5 0.03 0.5 3,000 | 36,000 | 0.02 0.4 2,500 | 30,000 | 0.01 0.2 1,600 | 24,000
3 1.5 0.005 | 0.8 2,500 | 30,000 | 0.005 | 0.7 2,000 | 24,000 | 0.005 0.4 1,200 16,000
R0.02 4 2 0.005 | 0.8 2,300 | 30,000 | 0.005 | 0.7 1,800 | 24,000 [ 0.005 0.4 1,100 | 16,000
’ 6 3 0.005 | 0.8 2,300 | 30,000 | 0.005 | 0.7 1,800 | 24,000 [ 0.005 0.4 1,100 16,000
10 5 0.005 | 0.6 2,200 | 30,000 [ 0.005 | 05 1,700 | 24,000 | 0.005 0.3 1,000 | 16,000
3 1.5 0.025 | 0.8 2,700 | 30,000 [ 0.02 0.7 2,200 | 24,000 | 0.015 0.4 1,300 | 16,000
R0.05 4 2 0.025 | 0.8 2,700 | 30,000 | 0.02 0.7 2,200 | 24,000 | 0.015 0.3 1,300 16,000
’ 6 3 0.025 | 0.8 2,700 | 30,000 | 0.02 0.7 2,200 | 24,000 | 0.015 0.3 1,300 16,000
> 10 5 0.02 0.6 2,500 | 30,000 [ 0.015 | 0.5 2,000 | 24,000 | 0.01 0.3 1,200 | 16,000
3 1.5 0.05 0.8 4,000 | 30,000 | 0.04 0.7 3,200 | 24,000 | 0.02 0.4 1,500 16,000
RO 4 2 0.05 0.8 3,500 | 30,000 [ 0.04 0.7 2,800 | 24,000 | 0.02 0.3 1,500 | 16,000
’ 6 3 0.04 0.8 3,500 | 30,000 | 0.03 0.7 2,800 | 24,000 | 0.02 0.3 1,500 16,000
10 5 0.03 0.6 3,000 | 30,000 | 0.02 0.5 2,400 | 24,000 | 0.01 0.3 1,300 16,000
3 1.5 0.05 0.8 4,000 | 30,000 | 0.04 0.7 3,200 | 24,000 [ 0.02 0.4 1,500 | 16,000
RO.2 4 2 0.05 0.8 3,500 | 30,000 | 0.04 0.7 2,800 | 24,000 | 0.02 0.3 1,500 | 16,000
’ 6 3 0.04 0.8 3,500 | 30,000 | 0.03 0.7 2,800 | 24,000 | 0.02 0.3 1,500 | 16,000
10 5 0.03 0.6 3,000 | 30,000 | 0.02 0.5 2,400 | 24,000 | 0.01 0.3 1,300 | 16,000
6 2 0.03 1 2,700 | 24,000 | 0.02 0.85 2,200 | 20,000 | 0.015 0.6 1,300 | 12,000
R0.05 9 3 0.03 1 2,700 | 24,000 | 0.02 0.85 2,200 | 20,000 | 0.015 0.6 1,300 | 12,000
' 12 4 0.03 0.85 2,700 | 24,000 | 0.02 0.7 2,200 | 20,000 | 0.015 0.5 1,300 | 12,000
15 5 0.02 0.85 2,500 | 24,000 | 0.02 0.7 2,000 | 20,000 | 0.01 0.5 1,200 | 12,000
6 2 0.05 1 4,000 | 24,000 | 0.04 0.85 3,200 | 20,000 | 0.02 0.6 1,500 | 12,000
3 RO 9 3 0.05 1 3,500 | 24,000 | 0.04 0.85 2,800 | 20,000 | 0.02 0.6 1,500 | 12,000
’ 12 4 0.04 0.85 3,500 | 24,000 | 0.04 0.7 2,800 | 20,000 | 0.02 0.5 1,500 12,000
15 5 0.03 0.85 3,000 | 24,000 | 0.03 0.7 2,400 | 20,000 | 0.015 0.5 1,300 12,000
6 2 0.05 1 4,000 | 24,000 | 0.04 0.85 3,200 | 20,000 | 0.02 0.6 1,500 | 12,000
RO.2 9 3 0.05 1 3,500 | 24,000 | 0.04 0.85 2,800 | 20,000 | 0.02 0.6 1,500 | 12,000
’ 12 4 0.04 0.85 3,500 | 24,000 | 0.04 0.7 2,800 | 20,000 | 0.02 0.5 1,500 12,000
15 5 0.03 0.85 3,000 | 24,000 [ 0.03 0.7 2,400 | 20,000 | 0.015 0.5 1,300 | 12,000
%1 YHAMES, it LT - A EFNTZTSBEDSEE T, HmEIE. ERBE. NIRRICEHOE THERFREL TS,
¥2 UHAKBOD. apFEAROUIAKZRE aelFHEAEDVIAKRRS ERLET,
%3 REBNIEZEDOEEFRAE—(CARZELSC, GIlL (L) ([SFELTIEE L.
%4 J—FEBEDOUHIETENS < B &M TlE RICEIHEREDREYY — )L/ AL EITFRL TS L,
¥5 ZEATNDYIAZR 7 FO—F A AUAIL [8e) RO, 527 (BR) zHRHULET,
¥6 UUWHRLETZHEEE. OnHEX)REZECEETINI TSV, FHOGEHNEY AVEEEEKICE LG
THRFTLIEE L,
i & K7 AANIANT =S hNEHERDLET,
Notes %1 Depth of Cut shows maximum value for semi-finishing and finishing. Adjust milling conditions depending on rigidity of machine,
desired accuracy and milling shape.
%2 Depth of Cut : ap = Axial Depth of Cut / ae = Radial Depth of Cut.
%3 To achieve better cutting surface, obtain uniform stock amount on cutting surface in semi-finishing.
%4 When machining at high load area, such as corners, please pay attention to set cutting conditon and tool paths.
%5 Recommend to apply helical or ramping for approaching into axial direction.
%6 Reduce both spindle speed and feed at same rate for chattering and also for insufficient spindle speed of a machine.
%7 We recommend using oil mist coolant.
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