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Recommended Milling Conditions

A=
Coating

MEW « BEW - FEN. VAR
i/ g Y Carbon Steels + Alloy Steels+ « Stainless Prehardened Steels HEE - BE
Work Material Steels+ NAKS55 « NAK80 « HPM1 Copper + Aluminium Alloy
S50C * SCM .y * SKD . * SUS,, (~43HRC)
IR | HARE IRE TR | HARE IRE TR | HARE TIRE
IME EifS Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut
Dia. Under Neck Length
min’’ mm/min dpmm min’ mm/min dp mm min’ mm/min dp mm
0.3 40,000 150 0.005 40,000 120 0.004 | 40,000 150 0.006
0.1 0.5 40,000 100 0.004 | 40,000 75 0.003 40,000 100 0.005
’ 0.75 | 40,000 60 0.003 40,000 50 0.002 40,000 60 0.003
1 40,000 40 0.002 40,000 30 0.002 40,000 40 0.002
0.3 40,000 200 0.005 40,000 150 0.004 | 40,000 200 0.008
0.5 40,000 150 0.005 40,000 120 0.004 | 40,000 150 0.008
0.15 0.75 | 40,000 100 0.004 | 40,000 90 0.003 40,000 100 0.006
1 40,000 80 0.003 40,000 60 0.002 40,000 80 0.004
1.5 40,000 50 0.002 35,000 40 0.002 40,000 50 0.003
0.5 40,000 330 0.01 40,000 250 0.007 40,000 330 0.012
0.75 | 40,000 280 0.008 | 40,000 220 0.006 40,000 280 0.01
1 40,000 250 0.007 40,000 180 0.005 40,000 250 0.008
1.5 40,000 180 0.005 35,000 120 0.004 | 40,000 180 0.006
0.2 2 40,000 100 0.003 35,000 65 0.002 40,000 100 0.004
2.5 35,000 80 0.003 30,000 50 0.002 40,000 90 0.003
3 30,000 60 0.002 25,000 40 0.002 35,000 70 0.002
3.5 25,000 40 0.002 22,000 30 0.002 30,000 50 0.002
4 23,000 30 0.001 20,000 20 0.001 25,000 35 0.001
1 40,000 400 0.02 35,000 260 0.015 40,000 400 0.024 p #=
1.5 40,000 350 0.015 35,000 230 0.01 40,000 350 0.018
2 35,000 300 0.01 30,000 180 0.007 40,000 320 0.012 @)
2.5 30,000 250 0.007 25,000 160 0.005 35,000 280 0.008 o
0.3 3 30,000 200 0.005 25,000 130 0.004 35,000 250 0.006 P AR ©)
4 25,000 120 0.004 22,000 80 0.003 30,000 150 0.004 FERICEnESIce
5 22,000 80 0.003 20,000 55 0.002 25,000 90 0.003 H 52 SN
6 20,000 60 0.002 | 18,000 40 0.002 | 22,000 65 0.002 HC e
9 18,000 30 0.001 16,000 20 0.001 20,000 35 0.001
1 35,000 500 0.025 30,000 330 0.018 40,000 600 0.03
1.5 35,000 450 0.02 30,000 280 0.014 | 40,000 500 0.026
2 35,000 400 0.02 30,000 260 0.014 | 40,000 450 0.024
2.5 30,000 350 0.015 25,000 230 0.01 40,000 400 0.02
3 30,000 300 0.015 25,000 190 0.01 35,000 350 0.018
3.5 25,000 250 0.01 25,000 160 0.008 35,000 280 0.015 M RER O
04 4 25,000 200 0.01 22,000 140 0.007 30,000 240 0.012 Stz iz
’ 5 22,000 160 0.008 20,000 110 0.005 25,000 180 0.01
6 20,000 120 0.005 18,000 80 0.003 22,000 130 0.006
7 18,000 100 0.003 16,000 70 0.002 20,000 110 0.003 N smae O
8 18,000 80 0.002 16,000 60 0.002 20,000 85 0.002 Al )
9 18,000 70 0.002 16,000 50 0.002 20,000 75 0.002 N e O
10 18,000 60 0.002 16,000 40 0.002 20,000 65 0.002 Copper
12 18,000 40 0.002 16,000 30 0.002 20,000 45 0.002 0 . O
1 30,000 550 0.03 25,000 350 0.022 35,000 650 0.036 Resin
1.5 30,000 520 0.028 25,000 330 0.02 35,000 630 0.033
2 30,000 500 0.025 25,000 320 0.018 35,000 600 0.03
2.5 30,000 470 0.023 25,000 290 0.016 35,000 580 0.027
0.5 3 30,000 450 0.02 25,000 280 0.014 35,000 550 0.024
3.5 30,000 420 0.018 22,000 250 0.012 30,000 500 0.021 o
4 25,000 350 0.015 22,000 230 0.01 30,000 420 0.018 TIRRE
4.5 25,000 320 0.013 20,000 200 0.008 30,000 380 0.015 ﬁﬁiﬁg‘g
5 25,000 | 300 0.01 20,000 | 180 0.007 | 30,000 | 350 0.012 e
*1 PHIEST. AW, B0 TR R R R 0% O EIEN B E E, T

k1 Reference value for Alloy and Stainless Steels are 80% of recommended cutting conditions.
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TIRIS#HSER

AE
g::ating Recommended Milling Conditions

MEW « EEW « FEN. BN
i/ g 8 Carbon Steels + Alloy Steels+ « Stainless Prehardened Steels HEE - BE
Work Material Steels+ NAK55 « NAK80 « HPM1 Copper + Aluminium Alloy
S50C « SCM.; * SKD . * SUS,4 (~43HRCQ)
IR | HARE IRE R | HARE IRE TR | HARE TIRE
IME EifS Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut
Dia. Under Neck Length
min”' mm/min | dpmm min’' mm/min | dp mm min”' mm/min | dp mm
6 20,000 200 0.008 18,000 140 0.005 25,000 250 0.01
7 20,000 180 0.005 16,000 110 0.003 22,000 200 0.006
8 18,000 150 0.003 14,000 90 0.002 20,000 160 0.003
0.5 9 16,000 120 0.003 14,000 80 0.002 18,000 135 0.003
10 16,000 100 0.002 14,000 65 0.002 18,000 110 0.002
12 16,000 80 0.002 14,000 50 0.002 18,000 90 0.002
15 16,000 50 0.002 14,000 35 0.002 18,000 55 0.002
1.5 30,000 600 0.035 25,000 400 0.025 35,000 700 0.04
2 30,000 600 0.035 25,000 380 0.025 35,000 700 0.04
3 30,000 550 0.03 25,000 350 0.02 35,000 650 0.035
4 25,000 450 0.025 22,000 300 0.018 30,000 550 0.03
5 25,000 400 0.02 20,000 240 0.014 30,000 480 0.024
6 20,000 300 0.015 18,000 200 0.01 25,000 380 0.018
0.6 7 20,000 250 0.012 16,000 150 0.008 22,000 280 0.014
8 18,000 200 0.01 15,000 130 0.007 20,000 230 0.012
9 18,000 180 0.008 15,000 110 0.005 20,000 200 0.009
10 16,000 150 0.005 14,000 100 0.003 18,000 170 0.006
12 14,000 120 0.003 12,000 80 0.002 16,000 130 0.003
O Carbgﬁ%ﬂ P 15 14,000 90 0.002 12,000 60 0.002 16,000 100 0.002
18 14,000 60 0.002 12,000 40 0.002 16,000 70 0.002
© A”g%ﬂ P 2 30,000 650 0.04 25,000 400 0.03 35,000 750 0.05
4 25,000 500 0.03 22,000 330 0.02 30,000 600 0.04
O JARN P 0.7 6 20,000 350 0.02 18,000 240 0.015 25,000 450 0.03
FERIEneSIcd 8 18,000 280 0.015 15,000 180 0.01 22,000 350 0.02
O BEEN~s52 H 10 16,000 220 0.008 14,000 150 0.005 20,000 280 0.01
iSRG 3 25,000 700 | 005 | 22,000 500 | 0.03 | 35,000 850 | 0.06
4 25,000 600 0.045 22,000 400 0.03 30,000 720 0.055
5 22,000 500 0.035 20,000 350 0.025 30,000 650 0.05
6 20,000 450 0.03 18,000 300 0.02 25,000 560 0.04
8 18,000 350 0.02 15,000 240 0.015 22,000 430 0.025
0.8 10 16,000 300 0.01 14,000 200 0.007 20,000 380 0.012
12 14,000 250 0.008 12,000 170 0.005 16,000 290 0.01
KN M 14 12,000 200 0.005 10,000 140 0.003 14,000 230 0.006
SellilesSicd 16 12,000 150 0.003 10,000 110 0.002 14,000 170 0.003
20 12,000 120 0.002 10,000 80 0.002 14,000 140 0.002
24 12,000 80 0.002 10,000 50 0.002 14,000 90 0.002
mae 4 25,000 900 0.05 22,000 600 0.035 30,000 1,000 0.06
O ATy N 6 20,000 600 0.04 18,000 400 0.03 25,000 750 0.05
O e N 0.9 8 18,000 500 0.03 16,000 330 0.02 22,000 620 0.04
Copper 10 16,000 400 0.02 14,000 260 0.015 20,000 500 0.025
O s 0 12 14,000 300 0.01 12,000 200 0.008 16,000 400 0.015
Resin 15 12,000 250 0.008 10,000 160 0.005 14,000 300 0.01
2 25,000 1,500 0.07 22,000 1,000 0.06 30,000 1,800 0.08
3 25,000 1,200 0.06 22,000 800 0.05 30,000 1,500 0.07
4 25,000 1,100 0.055 22,000 700 0.045 30,000 1,300 0.065
1 5 22,000 900 0.05 20,000 600 0.04 27,000 1,100 0.06
o 6 20,000 800 0.045 18,000 500 0.035 25,000 1,000 0.055
TSR 7 20,000 800 0.04 18,000 500 0.03 25,000 1,000 0.05
*&%}ﬁéﬂ 8 18,000 700 0.035 15,000 400 0.025 22,000 850 0.045
e 9 18,000 700 | 0.03 | 15,000 400 | 0.02 | 22,000 850 | 0.04
1A *1 HESN. FETNN, EETEERHAREREES0BHNEFNISEE,

*1 Reference value for Alloy and Stainless Steels are 80% of recommended cutting conditions.
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Recommended Milling Conditions

A=
Coating

BEM - GEW.ar © FHEM.. TR
i Carbon Steels « Alloy Steels«: * Stainless Prehardened Steels et -2
Work Material Steels s NAKS55 « NAK80 « HPM1 Copper + Aluminium Alloy
S50C « SCM,, * SKD,, * SUS,;, (~43HRCQ)
FIEER HRRE IRE FiEE BHREE TIRE F IR HEGRE IRE

PINES BN Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut
Dia. Under Neck Length

min”' mm/min | dpmm min’' mm/min | dp mm min”' mm/min | @pmm

10 16,000 600 0.025 | 14,000 350 0.018 | 20,000 750 0.03
12 14,000 500 0.02 12,000 300 0.014 | 18,000 650 0.025
14 13,000 400 0.015 [ 11,000 250 0.01 15,000 450 0.018
16 12,000 300 0.01 10,000 200 0.007 | 14,000 350 0.012
1 18 12,000 250 0.008 | 10,000 150 0.005 | 14,000 300 0.01
20 11,000 200 0.005 9,000 120 0.003 | 13,000 230 0.006
22 11,000 160 0.003 9,000 100 0.002 | 13,000 190 0.003
25 10,000 120 0.002 8,500 80 0.002 | 12,000 140 0.002
30 10,000 80 0.002 8,500 50 0.002 | 12,000 100 0.002
4 23,000 | 1,200 0.06 20,000 800 0.05 27,000 | 1,400 0.07
6 20,000 900 0.05 18,000 600 0.04 25,000 | 1,200 0.06
8 18,000 800 0.04 15,000 500 0.03 22,000 | 1,000 0.05
1.2 10 16,000 700 0.03 14,000 450 0.02 20,000 850 0.04
12 14,000 600 0.025 | 12,000 350 0.018 | 17,000 700 0.03
16 12,000 400 0.015 | 10,000 250 0.01 14,000 450 0.02
20 10,000 300 0.01 8,000 180 0.007 | 12,000 360 0.012
6 20,000 | 1,200 0.07 16,000 720 0.06 24,000 | 1,500 0.08
8 18,000 | 1,000 0.06 14,000 580 0.05 22,000 | 1,300 0.07
10 16,000 850 0.05 13,000 520 0.04 20,000 | 1,100 0.06 p HE

1.4 12 14,000 700 0.04 12,000 450 0.03 17,000 850 0.05 Garizem S
14 13,000 600 0.035 | 11,000 350 0.025 | 15,000 700 0.04 G
16 12,000 500 0.025 | 10,000 300 0.018 | 13,000 550 0.03 Alloy Steel
22 10,000 350 0.015 8,000 210 0.01 10,000 350 0.012 AE
4 22,000 | 1,400 0.09 18,000 860 0.08 26,000 | 1,700 0.1 P peratenises ©

6 20,000 | 1,200 0.08 16,000 720 0.07 24,000 | 1,500 0.09 o EEET
8 18,000 | 1,000 0.07 14,000 580 0.06 22,000 | 1,300 0.08 H R ot
10 16,000 850 0.06 13,000 520 0.05 20,000 | 1,100 0.07
12 14,000 700 0.05 12,000 450 0.04 17,000 850 0.06
14 13,000 600 0.04 11,000 380 0.03 16,000 750 0.05
16 12,000 500 0.035 [ 10,000 320 0.025 | 15,000 650 0.04

1.5 18 11,000 450 0.03 9,000 280 0.02 13,000 530 0.035
20 10,000 400 0.02 8,000 240 0.014 | 12,000 480 0.025
25 9,000 350 0.015 7,000 200 0.01 9,000 350 0.018
30 8,000 300 0.008 6,000 170 0.005 8,000 300 0.01 M Szt\_aﬁz?ssmel O
35 7,000 200 0.005 5,500 130 0.003 7,000 200 0.006
38 6,700 170 0.003 5,200 110 0.002 6,700 170 0.003
40 6,500 150 0.002 5,000 90 0.002 6,500 150 0.002 N
45 6,000 100 0.002 4,500 60 0.002 6,000 100 0.002 N i‘l:nljr‘n:ilnfm/\\loy O

6 | 20000 | 1,200 | 0.09 | 16000 | 720 | 008 | 24,000 | 1,500 | 0.1 .

8 | 18,000 | 1,000 | 0.08 | 14000 | 580 | 0.07 | 22000 | 1,300 | 0.09 _ NEZE O
10 | 16000 | 850 | 007 | 13,000 | 520 | 0.06 | 20,000 | 1,100 | 0.08 i

12| 14,000 | 700 | 006 | 12,000 | 450 | 0.05 | 18,000 | 900 | 007 _ Of% O
16 14| 13,000 | 600 | 005 | 11,000 | 380 | 0.04 | 16000 | 750 | 0.06

16 | 12,000 | 500 | 004 | 10,000 | 320 | 0.03 | 14000 | 620 | 0.05

18 | 11,000 | 450 | 003 | 9,000 | 280 | 0.025 | 13,000 | 530 | 0.035

20 | 10,000 | 400 | 0.025 | 8000 | 240 | 0.018 | 12,000 | 480 | 003

26 | 9000 | 350 | 002 | 7,000 | 200 | 0014 | 9,000 | 350 | 0025 -

1 UBIBRE. AEEN, WO R RS R EEB0%N AN SR, Buire

) o . . /
*1 Reference value for Alloy and Stainless Steels are 80% of recommended cutting conditions. Kamsay
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TIRIS#HSER

AE
g::ating Recommended Milling Conditions

BEM - SEW.ar © FHEMW. JERRH
T Carbon Steels « Alloy Steels. + Stainless Prehardened Steels AEE - BE
Work Material Steels s NAK55 « NAK80 « HPM1 Copper + Aluminium Alloy
S50C « SCM,, * SKD,, * SUS,;, (~43HRC)
TR | HAERE IRE TR | HAERE IRE F iR HLEERE TIRE

MF BN Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut
Dia. Under Neck Length

min”' mm/min | dpmm min’' mm/min | dp mm min”' mm/min | dp mm

6 18,000 1,300 0.1 14,000 760 0.09 22,000 | 1,600 0.12
8 18,000 1,100 0.09 14,000 640 0.08 22,000 | 1,400 0.11
10 16,000 900 0.08 13,000 550 0.07 20,000 | 1,200 0.1
12 14,000 750 0.07 12,000 480 0.06 17,000 900 0.085
1.8 14 13,000 650 0.06 11,000 420 0.05 16,000 800 0.07
16 12,000 550 0.05 10,000 350 0.04 15,000 700 0.06
18 11,000 500 0.04 9,000 310 0.03 13,000 600 0.05
20 10,000 450 0.035 8,000 270 0.025 [ 12,000 540 0.04
25 9,000 400 0.025 7,000 230 0.018 | 11,000 480 0.03
4 16,000 1,500 0.13 13,000 900 0.12 20,000 | 1,850 0.15
6 16,000 1,400 0.12 13,000 850 0.1 20,000 | 1,750 0.14
8 16,000 1,300 0.11 13,000 800 0.09 20,000 | 1,650 0.13
10 16,000 1,200 0.1 13,000 750 0.08 20,000 | 1,500 0.12
12 14,000 1,000 0.09 12,000 650 0.07 17,000 | 1,200 0.11
14 13,000 900 0.08 11,000 570 0.06 16,000 | 1,100 0.1
16 12,000 800 0.07 10,000 500 0.05 15,000 | 1,000 0.085

2 18 11,000 700 0.06 9,000 430 0.04 13,000 800 0.07

20 10,000 600 0.05 8,000 360 0.035 [ 12,000 720 0.06
© . BEAp 25 9,000 500 0.03 7,000 300 0.02 11,000 600 0.035
Calzew Szl 30 8,000 400 0.02 6,000 220 0.014 9,000 450 0.025
o . B29p 35 7,000 300 0.01 5,500 180 0.007 7,000 300 0.012
Alloy Steel 40 6,000 200 0.005 5,000 140 0.003 6,000 200 0.006
o #Eap 50 5,000 150 0.003 4,000 90 0.002 5,000 150 0.003
Prehardened Steel 60 4,500 100 0.002 3,500 60 0.002 4,500 100 0.002

8 13,000 1,400 0.15 11,000 900 0.12 16,000 | 1,700 0.18

O FIEaReH 10 [13,000 | 1,300 [ 0.4 [11,000 | 800 [ 0.1 | 16,000 | 1,600 | 0.17
12 13,000 | 1,200 | 043 [11,000 | 750 | 04 | 16,000 | 1,500 | 0.16
14| 12,000 | 1,000 | 012 [10,000 | 650 | 0.09 | 14,000 | 1,200 | 0.15
16 | 11,000 | 900 | 0.1 9,000 [ 550 | 0.07 |13,00 | 1,100 | 0.12
25 18 [ 10,000 | 800 | 009 | 8000 | 480 | 006 | 12,000 | 950 | 0.11
20 | 9,000 | 700 | 008 | 7,000 | 400 | 0.05 | 11,000 | 850 | 0.1
25 | 8000 | 600 | 005 | 6000 | 330 | 0.035 | 10,000 | 750 | 0.06
_— 30 | 7,000 | 500 | 0.03 | 5500 | 280 | 0.02 | 8500 | 600 | 0.035
Stainesscel M 40 | 6000 | 300 | 0.015 | 4500 | 180 | 001 | 6000 | 300 | 0.018
50 | 5000 | 200 | 001 | 4000 | 120 | 0.007 | 5000 | 200 | 0.012
8 | 11,000 | 1,500 | 0.2 9,000 | 1,000 | 0.16 | 13,000 | 1,800 | 0.24
. 10 [ 11,000 | 1,400 | 0.18 | 9,000 | 900 [ 0.14 | 13,000 | 1,700 | 0.22
O sumiisisioy N 12 | 11,000 | 1,300 | 016 | 9,000 | 800 | 0.2 | 13,000 | 1,600 | 0.2
" 14| 11,000 | 1,200 | 014 | 9,000 | 700 | 0.1 | 13,000 | 1,400 | 0.17
O TEN 16 [ 10,000 | 1,000 | 012 | 8000 | 600 | 0.09 | 12,000 | 1,200 | 0.5
§ 18 10,000 | 900 | 0.1 | 8000 | 550 | 0.08 | 12,000 | 1,100 | 0.13
o el 20 | 9,000 | 800 | 0.1 7,000 | 450 | 0.07 [ 11,000 | 1,000 | 0.12
25 | 8000 | 700 | 008 | 6000 | 380 | 0.06 | 10,000 | 900 | 0.1
30 | 7,000 | 600 | 0.06 | 5000 | 300 | 0.045 | 8500 | 730 | 0.07
35 | 6000 | 500 | 003 | 4500 | 260 | 0.02 | 7,200 | 600 | 0.035
40 | 5000 | 400 | 0.025 | 4,000 | 220 | 0018 | 6000 | 480 | 0.03
- 50 | 4500 | 300 | 0015 | 3500 | 180 | 0.01 | 4500 | 300 | 0.018
Bl 1 Uis e, AT, BRI RS R REEC0RNBEFNEE A,
KEiER %1 Reference value for Alloy and Stainless Steels are 80% of recommended cutting conditions.
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MUGEN COATING
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Recommended Milling Conditions

A=
Coating

MEW « BEW - FEN. BN
NI Carbon Steels + Alloy Steels+ « Stainless Prehardened Steels Het - 2e
Work Material Steels NAKS55 « NAK80 « HPM1 Copper + Aluminium Alloy
S50C + SCM,, * SKD,; * SUS,, (~43HRCQ)
IR | HARE IRE TR | HARE IRE FHERR | HARE IRE
IME EifS Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut | Spindle Speed Feed Depth of Cut
Dia. Under Neck Length
min”' mm/min | dpmm min’' mm/min | dp mm min”' mm/min | dp mm
12 8,000 1,500 0.3 6,000 850 0.25 10,000 1,900 0.36
16 8,000 1,400 0.25 6,000 800 0.2 10,000 1,800 0.3
20 8,000 1,300 0.2 6,000 730 0.15 10,000 1,600 0.24
25 7,000 1,100 0.15 5,000 600 0.1 8,500 1,300 0.18
a 30 7,000 1,000 0.12 5,000 540 0.08 8,500 1,200 0.15
35 6,000 800 0.1 4,500 450 0.07 7,200 1,000 0.12

40 5,000 600 0.08 4,000 360 0.06 6,000 720 0.1
45 4,500 500 0.06 3,500 300 0.04 5,400 600 0.07
50 4,000 400 0.04 3,000 220 0.03 4,800 480 0.05
60 3,500 300 0.02 2,500 160 0.014 4,200 360 0.025

16 6,000 | 1,400 035 | 4,500 800 03 7,200 | 1,700 0.42
20 6,000 | 1,300 0.3 4,500 730 0.25 7,200 | 1,600 0.36
25 6,000 | 1,200 025 | 4,500 680 0.2 7,200 | 1,500 0.3
. 30 5,000 900 0.2 4,000 540 0.15 6,000 | 1,100 0.24
35 5,000 800 0.15 | 3,500 420 0.1 6,000 | 1,000 0.18
40 4,000 600 0.1 3,000 340 0.07 4,800 720 0.12
50 3,500 450 0.07 2,500 240 0.05 4,200 540 0.085
60 3,000 350 0.04 | 2,200 200 0.03 3,600 420 0.05
20 5,000 | 1,200 0.4 3,500 630 0.35 6,000 | 1,500 0.48
30 4,000 900 035 | 3,000 500 0.3 4,800 | 1,100 0.42
6 40 3,500 650 0.25 2,700 380 0.2 4,200 780 0.3 2 o
50 3,000 500 0.15 2,200 280 0.1 3,600 600 0.18 o
60 2,700 400 0.05 2,000 220 0.04 3,200 480 0.06 pumm o
51 IMIGEM. REMET, 55T HEEE A R R 2 80%N MEEN S EE,
2 ETHISHRESE, BRESION TR KA ERMRSERETHS, H 2EEn )
%3 UIRENApRRHA TR Ro
%4 BEZEMTAME RN TRRSMER E, ERaENILH.
%5 TR, B2 B HLRE s a R HB 2T,
6 S IR AR5 R
%7 BNRMEEHIIMT SR
%8 L GIK) /D GME) ASELLER, BNEMERIKRIEETIETEE (.
%O BEIRTIN, ELUEEM R T R EIEAER, 1, TR, bR L.
%10 QOSLIFHL (FK) /D (GMZ) M1SELLER, RIEMTIRREPNFS, SN ESEHTAREE,
%11 TIEANBEEBTHRGSEN, B9 RkEEESHTN, BRI T ST A B,
s BRI LR S AR LA RS, BB, MEER O

Notes
%1 Reference value for Alloy and Stainless Steels are 80% of recommended cutting conditions.

%2 These recommended cutting conditions indicate just reference. It should be adjusted according to milling shape and machine type.
%3 ap:Axial Depth of Cut.

3%4 Select a cutting fluid appropriate to work material, milling shape and machining content.

3%5 Coolant supply and chip disposal in the deep portion are very important. N ﬁﬁ%m/\\loy O
36 Recommend to apply ramping for approaching into axial direction.
3%7 Recommend reciprocating cutting. P
%8 Recommend guide slotting process with short neck tool before milling with L/D 5 times or longer neck tool. N ilz;;l)er O
39 Reduce both spindle speed and feed at same rate for chattering and also for insufficient spindle speed of a machine.
3% 10 Major adjustment of milling conditions appropriately on milling profile, machine tool and etc. required for the tools smaller than e

Dia. 0.5mm, or L/D 15 times longer. o Resi?\ O

3% 11 Major adjustment of milling conditions, e.g. adjust spindle and feed speed at same rate, required on condition of a tool overhang
length exceeding a shank diameter 5 times due to possible accuracy impact by chuck runout etc.

EHRT
ERRE

KIHER!

Regular Line
MUGEN COATING
Long Neck Type
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