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Work material Copper Copper tungsten (W70% - Cu30%)
RH 2 aFE 21% é HAKE XV ERE D HAKE XV ERE Jeiliz=
Depth of cut Feed Spindle speed Depth of cut Feed Spindle speed
Radius | Underneck | gl
L/D ap mm aemm mm/min min’ ap mm aemm mm/min min’'

0.05 0.3 3 0.01 0.01 200 40,000 0.008 0.008 150 30,000
0.5 5 0.007 0.007 150 40,000 0.005 0.005 100 30,000
0.3 2 0.015 0.02 250 40,000 0.01 0.015 180 30,000
0.075 0.5 3.3 0.015 0.02 200 40,000 0.008 0.015 150 30,000
1 6.7 0.007 0.01 150 40,000 0.005 0.008 100 30,000
0.5 2.5 0.025 0.05 500 40,000 0.02 0.04 350 30,000
0.75 3.8 0.025 0.05 450 40,000 0.02 0.04 300 30,000
0.1 1 5 0.02 0.04 400 40,000 0.015 0.03 250 30,000
1.5 7.5 0.015 0.03 300 40,000 0.008 0.02 150 30,000
2 10 0.008 0.015 200 40,000 0.005 0.01 100 30,000
0.5 1.7 0.03 0.07 700 40,000 0.03 0.07 500 30,000
015 1 3.3 0.03 0.07 700 40,000 0.03 0.07 500 30,000
1.5 5 0.025 0.05 500 40,000 0.02 0.05 300 30,000
2 6.7 0.015 0.03 400 40,000 0.01 0.02 200 30,000
0.5 1.3 0.05 0.1 1,000 40,000 0.04 0.08 700 30,000
1 2.5 0.05 0.1 1,000 40,000 0.04 0.08 700 30,000
1.5 3.8 0.04 0.08 1,000 40,000 0.03 0.06 700 30,000
0.2 2 5 0.035 0.06 600 40,000 0.02 0.05 350 30,000
3 7.5 0.02 0.04 400 30,000 0.01 0.03 200 25,000
4 10 0.008 0.015 250 25,000 0.005 0.01 100 18,000
5 12.5 0.005 0.015 200 25,000 0.005 0.01 80 16,000
6 15 0.005 0.015 150 22,000 0.005 0.01 70 14,000
1 2 0.08 0.15 800 40,000 0.08 0.15 500 30,000
1.5 3 0.08 0.15 800 40,000 0.08 0.15 500 30,000
2 4 0.08 0.15 800 40,000 0.08 0.15 500 30,000
0.25 3 6 0.06 0.1 600 35,000 0.06 0.08 400 27,000
4 8 0.04 0.08 400 30,000 0.025 0.05 200 22,000
5 10 0.02 0.04 300 25,000 0.01 0.02 150 18,000
6 12 0.015 0.03 250 22,000 0.005 0.01 120 16,000
1 1.7 0.12 0.2 1,600 40,000 0.12 0.2 1,200 30,000
1.5 2.5 0.12 0.2 1,600 40,000 0.12 0.2 1,200 30,000
2 3.3 0.12 0.2 1,600 40,000 0.12 0.2 1,200 30,000
3 5 0.1 0.14 1,000 40,000 0.08 0.1 700 30,000
0.3 4 6.7 0.07 0.1 700 30,000 0.04 0.06 400 25,000
5 8.3 0.05 0.08 600 27,000 0.02 0.04 300 22,000
6 10 0.04 0.06 500 25,000 0.01 0.03 200 20,000
8 133 0.015 0.05 400 22,000 0.005 0.02 150 18,000
10 16.7 0.015 0.03 350 20,000 0.005 0.01 120 16,000
1.5 1.9 0.15 0.3 2,000 40,000 0.15 0.3 1,400 30,000
2 2.5 0.15 0.3 2,000 40,000 0.15 0.3 1,400 30,000
3 3.8 0.15 0.3 2,000 40,000 0.15 0.3 1,400 30,000
04 4 5 0.12 0.2 1,600 35,000 0.1 0.16 1,000 27,000
5 6.3 0.1 0.18 1,200 32,000 0.08 0.12 750 24,000
6 7.5 0.08 0.15 1,000 30,000 0.05 0.1 500 20,000
8 10 0.05 0.06 700 22,000 0.02 0.025 300 16,000
10 12.5 0.02 0.05 600 20,000 0.01 0.02 200 14,000
2 2 0.25 0.4 2,800 40,000 0.25 0.4 2,000 30,000
3 3 0.25 0.4 2,800 40,000 0.25 0.4 2,000 30,000
0.5 4 4 0.2 0.4 2,400 40,000 0.2 0.4 1,600 30,000
5 5 0.16 0.3 2,000 35,000 0.12 0.25 1,400 27,000
6 6 0.14 0.3 1,600 30,000 0.1 0.25 1,000 25,000
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Work material Copper Copper tungsten (W70% - Cu30%)
RH 2 5TE g%é HAKE XV ERE D HAKE XV ERE Jeiliz=
Depth of cut Feed Spindle speed Depth of cut Feed Spindle speed
Radius | Underneck |l
L/D ap mm aemm mm/min min” ap mm aemm mm/min min’'
8 8 0.12 0.2 1,000 25,000 0.06 0.1 500 18,000
10 10 0.08 0.15 800 20,000 0.03 0.05 300 16,000
0.5 12 12 0.06 0.1 600 16,000 0.015 0.04 200 12,000
14 14 0.04 0.08 500 14,000 0.01 0.035 160 10,000
16 16 0.02 0.06 400 12,000 0.005 0.03 120 8,000
4 2.7 0.3 0.6 2,800 35,000 0.3 0.6 2,200 30,000
6 4 0.3 0.6 2,400 30,000 0.3 0.6 1,800 25,000
8 53 0.25 0.5 1,800 25,000 0.2 0.4 1,200 20,000
0.75 10 6.7 0.2 0.4 1,400 20,000 0.15 0.3 800 16,000
12 8 0.15 0.3 1,000 16,000 0.1 0.2 500 12,000
14 9.3 0.12 0.2 800 14,000 0.08 0.1 350 10,000
16 10.7 0.1 0.15 650 12,000 0.05 0.08 280 9,000
18 12 0.08 0.12 500 10,000 0.02 0.06 200 8,000
3 1.5 0.45 0.8 4,000 30,000 0.45 0.8 2,400 25,000
4 2 0.45 0.8 4,000 30,000 0.45 0.8 2,400 22,000
6 3 0.45 0.8 3,000 27,000 0.45 0.8 1,800 20,000
8 4 0.4 0.8 2,400 25,000 0.4 0.8 1,600 18,000
1 10 5 0.3 0.6 2,000 22,000 0.25 0.5 1,400 16,000
12 6 0.3 0.6 1,400 16,000 0.25 0.5 900 12,000
14 7 0.25 0.6 1,200 14,000 0.2 0.5 700 10,000
16 8 0.25 0.5 1,000 12,000 0.12 0.25 500 9,000
20 10 0.15 0.3 800 10,000 0.06 0.1 350 8,000
25 12.5 0.08 0.15 600 8,000 0.03 0.05 200 6,000
6 2 0.7 1.5 3,400 20,000 0.6 1.2 2,400 16,000
8 2.7 0.7 1.5 3,400 20,000 0.6 1.2 2,400 16,000
10 3.3 0.7 1.5 3,400 20,000 0.6 1.2 2,400 16,000
15 12 4 0.6 1.2 3,400 20,000 0.6 1 2,400 16,000
15 5 0.6 1 3,000 18,000 0.5 0.8 2,000 14,000
20 6.7 0.5 0.8 2,400 16,000 0.4 0.6 1,400 12,000
25 83 0.4 0.6 1,800 12,000 0.2 0.3 900 10,000
30 10 0.2 0.4 1,200 8,000 0.08 0.15 500 6,000
10 2.5 1 1.6 4,000 16,000 0.8 1.6 2,800 12,000
12 3 1 1.6 3,600 16,000 0.8 1.6 2,800 12,000
15 3.8 0.8 1.6 3,400 16,000 0.8 1.6 2,400 12,000
2 20 5 0.8 1.6 3,000 14,000 0.8 1.6 2,000 10,000
25 6.3 0.6 1.2 3,000 14,000 0.5 1 2,000 10,000
30 7.5 0.5 1 2,400 12,000 0.3 0.5 1,200 7,000
40 10 0.4 0.8 1,200 8,000 0.15 0.3 500 5,000
20 3.3 1 2 3,600 12,000 1 2 2,400 9,000
25 4.2 1 1.8 3,300 11,000 0.8 1.2 2,100 8,000
3 30 5 0.8 1.6 3,000 10,000 0.4 0.8 1,800 7,000
40 6.7 0.6 1.2 2,400 8,000 0.3 0.6 1,250 5,500
50 8.3 0.5 1 1,800 6,000 0.25 0.5 800 4,000
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Notes

¥4 RACBEEIRO CEREHRD LET.
%1 These recommended cutting conditions indicate just reference. It should be adjusted according to milling shape and machine type.
%2 Depth of cut: ap=Axial Depth of cut / ae=Radial Depth of cut.

%3 Reduce both spindle speed and feed at same rate for chattering and also for insufficient spindle speed of a machine.

%4 Water-insoluble fluid is recommended.






