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Recommended Milling Conditions
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Work Material STAVAX - SKD61 SKD11 SKH
(~52HRC) (~62HRC) (~68HRC)
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REBREE M LEFK)/ Depth of Cut Feed | Spindle Speed Depth of Cut Feed | Spindle Speed Depth of Cut Feed | Spindle Speed
Radius Unlienr I\thk D(4MR) . . . o ; in
9 dpmm | de mm |mm/min| min" |dp mm|demm [mm/min| min" | dp mm | de mm |mm/min| min
0.05 0.3 3 0.005 | 0.005 | 200 |50,000( 0.003 | 0.005 150 | 50,000 0.002 | 0.003 120 | 50,000
) 0.5 5 0.003 | 0.003 | 120 |50,000( 0.003 | 0.003 100 {50,000 0.002 | 0.003 80 | 50,000
0.075 045 3 0.005 | 0.005 | 300 |50,000( 0.003 | 0.005| 200 |50,000| 0.002 | 0.003 150 | 50,000
) 0.75| 5 0.003 | 0.003 | 200 |50,000( 0.003 | 0.003 150 | 50,000 0.002 | 0.003 100 | 50,000
0.1 0.6 3 0.005 | 0.005 500 |50,000| 0.005 | 0.005| 380 |50,000| 0.003 | 0.003 280 |50,000
) 1 5 0.005 | 0.005| 300 |50,000( 0.005 | 0.005| 260 |50,000| 0.003 | 0.003 120 | 50,000
015 0.9 3 0.005 | 0.005 | 800 |50,000( 0.005| 0.005| 460 |50,000| 0.003 | 0.005| 360 |50,000
) 1.5 5 0.005 | 0.005 | 480 |50,000( 0.005 | 0.005| 320 |50,000| 0.003 | 0.005| 280 |50,000
02 1.2 3 0.005 | 0.01 | 1,200 |50,000( 0.005 | 0.01 820 | 50,000 0.005 | 0.005 580 |50,000
) 2 5 0.005 | 0.01 620 [50,000| 0.005 | 0.01 580 {50,000 0.005 | 0.005| 380 |50,000
0.25 1.5 3 0.01 | 0.01 | 1,500 |50,000f0.01 |0.01 | 1,200 |50,000| 0.005 | 0.01 860 | 50,000
) 2.5 5 0.01 | 0.01 800 |50,000( 0.01 | 0.01 680 | 50,000 0.005 | 0.01 540 | 50,000
3 5 0.01 | 0.02 | 1,600 |40,000(0.01 |0.02 | 1,200 |40,000| 0.01 | 0.01 920 | 40,000
0.3 4 6.7 | 0.01 | 0.01 | 1,200 |30,000( 0.01 | 0.01 960 |30,000] 0.005 | 0.01 640 30,000
5 8.3 0.01 | 0.0 800 | 30,000 0.005 | 0.01 680 |30,000| 0.005 | 0.005| 480 |[30,000
0.4 4 5 0.01 | 0.03 | 1,500 |30,000(0.01 |0.02 | 1,200 {30,000 0.01 | 0.01 920 |30,000
4 4 0.03 | 0.05 | 2,400 |40,000(0.02 | 0.03 | 2,400 |40,000| 0.02 | 0.02 | 1,500 |40,000
5 5 0.02 | 0.05 | 2,000 |32,000( 0.02 |0.03 | 2,000 32,000 0.01 |0.02 | 1,200 |32,000
0.5 6 6 0.02 | 0.03 | 1,500 |25,000f0.01 |0.02 | 1,500 |25,000]0.01 |0.01 | 1,000 |25,000
8 8 0.01 | 0.03 | 1,200 |16,000( 0.01 | 0.02 | 1,000 | 16,000 0.01 | 0.01 840 | 16,000
10 10 0.01 | 0.02 800 | 12,000 0.005 | 0.01 720 112,000| 0.005 | 0.005| 620 12,000
0.75 7.5 5 0.02 | 0.03 | 2,000 |32,000(0.01 |0.03 | 1,800 32,000 0.01 | 0.01 | 1,200 |32,000
6 3 0.05 | 0.05 | 4,000 |40,000(0.03 | 0.03 | 4,000 |40,000] 0.02 | 0.03 | 2,600 [40,000 n
1 8 4 0.03 | 0.05 |3,000|32,000(002 |003 | 2600|32000|001 |0.02 | 1,800 |32,000 [ qggﬁﬁe%sﬂ @)
10 5 0.02 | 0.03 | 2,000 |24,000f0.01 |0.03 | 1,600 |24,000| 0.01 |0.02 | 1,200 |24,000 —
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. %1 Depth of Cut shows the maximum value for semi-finishing and finishing.
& %2 Depth of Cut: dp = Axial Depth of Cut / de = Radial Depth of Cut.
Notes %3 We recommend using oil mist coolant.
%4 Adjust both spindle speed and feed at the same rate.
%5 Adjust milling conditions according to the volume of Depth of Cut and rigidity of machine.
%6 Length of tool overhang must be as short as possible.
X7 SMESIEKZE (/D) A5LLER, MINTEMERAR30° U T ASEFK M.
%7 Recommended milling conditions for the sizes L/D (Effective length / Diameter) =5 or longer are 30°
based on machining inclined angle 30 deg. or lower.
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O T1ERIESH/ T, When using small CBN End Mill, uniform finishing allowance (stock amount) is S
important.

Minimize the deflection of cutting edge.
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. When tool is used on roughing and semi-finishing and it has a big abrasion, a <
To understand the nature of the expansion of the finishing allowance (stock amount) on semi-finishing and finishing is increasing ZILERY
main spindle and machine 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. CBN
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