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Recommended Milling Conditions
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9?‘_1% ﬁ*é. UndIer Neck Depth of Cut Feed | Spindle Speed Depth of Cut Feed | Spindle Speed Depth of Cut Feed | Spindle Speed
Dia. |Corner Radius Length
dpmm | demm | mm/min | min" [ 3pmm | demm | mm/min | min" | dpmm | demm | mm/min | min”
05 0.1 1.5 ]0.008] 0.2 | 1,500 |50,000{0.005| 0.15 | 800 |50,000({0.003| 0.1 600 50,000
) ) 2.5 |0.006| 0.15 | 1,000 |40,000]|0.005| 0.1 500 |40,000/0.003| 0.05 | 300 |40,000
1 0.1 3 0.012| 0.4 | 2,000 |40,000(0.007| 0.25 | 1,000 |40,000{0.006| 0.15 | 800 |35,000
0.2 5 0.008| 0.3 | 1,500 |30,000/0.005| 0.15 | 800 |30,000]|0.004| 0.1 400 |25,000
15 0.1 4.5 ||0.015) 0.6 | 2,500 |35,000]/0.008| 0.4 |1,200 |35,000({0.007| 0.2 |1,000 30,000
) 0.2 7.5 |0.012] 0.4 | 1,800 |25,000(0.006| 0.3 |1,000 |25,000/0.005| 0.15 | 500 |20,000
2 0.1 6 0.02 | 0.8 | 3,000 /30,000(0.01 | 0.6 ]1,500 |30,000{0.008| 0.3 [1,200 |25,000
0.3 10 0.015| 0.6 | 2,000 |20,000{0.008| 0.4 |1,000 |20,000({0.006| 0.2 600 | 18,000
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Notes %1 Depth of Cut is for contour line milling as the value of reference. Please adjust it depending on machine rigidity and

machining method.
32 Ramping approach with angle 3° or smaller is recommended.
%3 Recommend leaving uniform finishing allowance on the machined surface in the pre-stage cutting (semi-finishing).
%4 When cutting high load sections or complex shapes, it requires attention to condition setting and tool path.
%5 Adjust both spindle speed and feed at the same rate.
36 Oil mist coolant is recommended.
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When tool is used on roughing and semi-finishing and it has a big abrasion, comeraren ~65
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To understand the nature of the expansion of the finishing allowance (stock amount) on semi-finishing and finishing is increasing X HRC Hardened Steel
main spindle and mach_\ne posture transformation, and it affects tool life and cutting accurary. Therefore, it is important to get "
and take measures against them. uniform stock amount in the pre-stage cutting.
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