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tﬂﬁu%f*%%ﬁ Recommended Conditions
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Roughing
SREEWN
T4 Hardened Steels
Work Material STAVAX-HPM38-M333 (24 F52HRC)
As the same as 52HRC
. 3 4Ry TA 2 Sl = TIBHIE
RERK 312 U ;K IIS((%T;—;))/ SpiIndﬁlﬂfgp]fed ﬂﬁegfg F;ﬁe?;e&rg'?oﬁh D:ggr’]n:);!;:ut Stockﬁﬁance Material removal
Radius ”f:r:gsc" L:D
min” mm/min mmft Apmm Aemm mm mm3/min
0.2 2 40,000 100 0.001 0.003 0.008 0.005 0.002
R0O.05 0.3 3 40,000 100 0.001 0.003 0.008 0.005 0.002
0.4 4 40,000 80 0.001 0.002 0.006 0.004 0.001
0.5 5 40,000 60 0.001 0.002 0.005 0.004 0.001
0.3 2 40,000 200 0.003 0.006 0.014 0.007 0.017
0.4 2.7 40,000 200 0.003 0.006 0.014 0.007 0.017
R0.075 0.5 3.3 40,000 180 0.002 0.005 0.012 0.006 0.011
0.6 4 40,000 150 0.002 0.004 0.010 0.005 0.006
0.75 5 40,000 120 0.002 0.003 0.008 0.004 0.003
1 6.7 40,000 90 0.001 0.003 0.006 0.004 0.002
0.3 1.5 40,000 300 0.004 0.008 0.020 0.009 0.048
0.4 2 40,000 300 0.004 0.008 0.020 0.009 0.048
0.5 2.5 40,000 300 0.004 0.008 0.020 0.009 0.048
0.6 3 40,000 300 0.004 0.008 0.020 0.009 0.048
RO.1 0.75 3.8 40,000 240 0.003 0.007 0.016 0.007 0.027
1 5 40,000 180 0.002 0.005 0.012 0.005 0.011
1.25 6.3 40,000 140 0.002 0.004 0.010 0.004 0.006
1.5 7.5 40,000 120 0.002 0.003 0.008 0.004 0.003
2 10 40,000 90 0.001 0.002 0.006 0.004 0.001
0.5 1.7 40,000 600 0.008 0.014 0.036 0.013 0.30
0.6 2 40,000 600 0.008 0.014 0.036 0.013 0.30
0.75 2.5 40,000 600 0.008 0.014 0.036 0.013 0.30
1 3.3 40,000 540 0.007 0.013 0.032 0.012 0.23
R0.15 1.25 4.2 40,000 430 0.005 0.010 0.026 0.009 0.11
1.5 5 40,000 360 0.005 0.009 0.022 0.008 0.07
2 6.7 40,000 270 0.003 0.007 0.016 0.006 0.03
2.5 8.3 40,000 220 0.003 0.005 0.013 0.005 0.01
3 10 40,000 180 0.002 0.004 0.011 0.004 0.01
0.5 1.3 40,000 900 0.011 0.022 0.056 0.015 1.1
0.8 2 40,000 900 0.011 0.022 0.056 0.015 1.1
1 2.5 40,000 900 0.011 0.022 0.056 0.015 1.1
RO.2 1.5 3.8 40,000 720 0.009 0.018 0.044 0.012 0.57
2 5 40,000 540 0.007 0.013 0.033 0.009 0.23
2.5 6.3 40,000 430 0.005 0.011 0.027 0.007 0.13
3 7.5 40,000 360 0.005 0.009 0.022 0.006 0.07
4 10 40,000 270 0.003 0.007 0.017 0.005 0.03
1 2 40,000 1,300 0.016 0.031 0.079 0.020 3.18
1.5 8 40,000 1,300 0.016 0.031 0.079 0.020 3.18
2 4 40,000 980 0.012 0.024 0.059 0.015 1.39
R0.25 2.5 5 40,000 780 0.010 0.019 0.047 0.012 0.70
3 6 40,000 650 0.008 0.016 0.039 0.010 0.41
4 8 40,000 490 0.006 0.012 0.030 0.008 0.18
5 10 40,000 390 0.005 0.009 0.024 0.006 0.08
1 1.7 40,000 1,700 0.021 0.042 0.106 0.023 7.57
1.5 2.5 40,000 1,700 0.021 0.042 0.106 0.023 7.57
2 8.8 40,000 1,530 0.019 0.038 0.095 0.021 5.52
RO.3 2.5 4.2 40,000 1,220 0.015 0.030 0.076 0.017 2.78
’ 3 5.0 40,000 1,020 0.013 0.025 0.063 0.014 1.61
4 6.7 40,000 770 0.010 0.019 0.048 0.010 0.70
5 8.3 40,000 610 0.008 0.015 0.038 0.008 0.35
6 10 37,000 510 0.007 0.013 0.032 0.007 0.21
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Recommended Conditions

=R
nIT#% Hardened Steels
Work Material STAVAX-HPM38-M333 (1§24 F52HRC)
As the same as 52HRC
s sk | LEK Tt AR STHNE RE & IR iR
R%:Sité Un dz‘tljeck D(( ;ﬁ;))/ Spindle Speed Fl:elzed Feed per ‘II?ooth Depth of Cut Stock allowance Maten?;tr:moval
Length L/D
min” mm/min mmft apmm Aemm mm mm®/min
1 1.3 40,000 2,700 0.034 0.068 0.170 0.029 31.21
2 2.5 40,000 2,700 0.034 0.068 0.170 0.029 31.21
3 3.8 37,400 2,160 0.029 0.054 0.136 0.023 15.86
R0.4 4 5 34,300 1,620 0.024 0.041 0.102 0.017 6.77
5 6.3 32,100 1,300 0.020 0.033 0.082 0.014 3.52
6 7.5 30,400 1,080 0.018 0.027 0.068 0.012 1.98
8 10 27,900 810 0.015 0.020 0.051 0.009 0.83
2 2 31,800 2,900 0.046 0.100 0.250 0.040 72.50
3 3 31,800 2,900 0.046 0.100 0.250 0.040 72.50
4 4 29,200 2,175 0.037 0.075 0.188 0.030 30.67
R0.5 5 5 27,300 1,740 0.032 0.060 0.150 0.024 15.66
6 6 25,800 1,450 0.028 0.050 0.125 0.020 9.06
8 8 23,700 1,088 0.023 0.038 0.094 0.015 3.88
10 10 22,200 870 0.020 0.030 0.075 0.012 1.96
3 2 21,200 2,900 0.068 0.150 0.375 0.056 163.13
4 2.7 21,200 2,900 0.068 0.150 0.375 0.056 163.13
6 4.0 19,400 2,180 0.056 0.113 0.281 0.042 69.22
R0.75 8 588 17,800 1,630 0.046 0.084 0.211 0.032 28.89
’ 10 6.7 16,700 1,310 0.039 0.068 0.169 0.025 15.05
12 8 15,800 1,090 0.034 0.056 0.141 0.021 8.61
14 9.3 15,100 930 0.031 0.048 0.121 0.018 5.40
16 10.7 14,500 820 0.028 0.042 0.105 0.016 3.62
3 1.5 15,900 2,900 0.091 0.200 0.500 0.068 290.00
4 2 15,900 2,900 0.091 0.200 0.500 0.068 290.00
6 3 15,900 2,900 0.091 0.200 0.500 0.068 290.00
8 4 14,600 2,180 0.075 0.150 0875 0.051 122.63
R1 10 5 13,600 1,740 0.064 0.120 0.300 0.041 62.64
12 6 12,900 1,450 0.056 0.100 0.250 0.034 36.25
14 7 12,300 1,240 0.050 0.086 0.214 0.029 22.82
16 8 11,800 1,090 0.046 0.075 0.188 0.026 15.37
18 9 11,400 970 0.043 0.067 0.167 0.023 10.85
20 10 11,100 870 0.039 0.060 0.150 0.020 7.83
X1TPREMapRTAMATIRE, aeRTIBE,
X2 IEIRIBAUARIEA TH BRI RS SRR IIEIS .
K3 RERDFERN, BREFZFERIDRASH,
¥4 RBFIHIBAKRBEL, BEHRERSHIREM I RNTS,
5 FITEREM TR, 15 LUER EL R T MR AL R
6 YR RS T MR T U LS EERN, BLER LRI E MR HARE,
XTIERBAMETIANMRHE,
X8 FIWEAHE LA, BREAFKEMETHIR.ARETHIR. WSH R LA,
X9 s TAREI TRREASEE, FIRIEN — TR TRSHEREEH#ITIRE,
10 PREM T B THE 7] A Bap. ae R IRIBR R B ENSEERIRES M.
ReBEASEME, BRBERGEHITHE,
51 Depth of Cut: ap=Axial Depth of Cut / ae=Radial Depth of Cut.
32 Adjust milling condition according to machine rigidity and clamp condition of work material.
é ’;E %3 In case of chattering etc., please adjust cutting conditions if necessary.
Notes %4 If the cutting load is high at corner, adjust the cutting conditions and tool path to reduce the cutting load.
%5 In case high-efficient machining, increase spindle speed and feed rate at the same rate.
%6  If the maximum spindle speed of the machine tool is lower than the reference value, please reduce the spindle speed and feed rate at the same rate.
%7 Length of tool overhang must be as short as possible.
8 Qil mist coolant is recommended. Water-insoluble, water-soluble, and air blow can also be used.
%9 The stock‘allowances of se_mi-ﬁmsh\ng an(_i f_mishing are guide value_s. ‘
please adjust them according to the machining condition of the previous process
and the required accuracy.
%10 Feed per tooth, ap and ae of semi-finishing and finishing are set as reference values
for the cusp height. The cusp height is a guideline, please adjust it according to the De:’l’?gifap i
required accuracy.
e
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tﬂﬁu%f*%%ﬁ Recommended Conditions

RiEmT Semi-Finishing | ¥8I1T Finishing

=EE
nIT#% Hardened Steels
Work Material STAVAX-HPM38-M333 (#§2F52HRC)
As the same as 52HRC
h$5HIN T  Semi-Finishing Finishing
\ 3 s i T S | i an TIHAS RAT=Y = N S| e an TIAS RAEY = IR
s S LS senn g 47008 078 | 28 [snms| 2 gang wnsen nn | on |sne
Length L/D Speed Tooth Cut allowance Height Speed Tooth Cut allowance Height
ap mm apmm
min* mm/min min” B mmit um min” mm/min min* o mm pm
demm demm

0.2 2 40,000 270 | 0.003 | 0.003 | 0.002 0.02 | 40,000 | 160 0.002 | 0.002 0 0.01

R0.05 0.3 3 40,000 270 | 0.003 | 0.003 | 0.002 0.02 | 40,000 | 160 0.002 | 0.002 0 0.01
0.4 4 40,000 270 | 0.003 | 0.003 | 0.002 0.02 | 40,000 160 0.002 | 0.002 0 0.01

0.5 5 40,000 270 | 0.003 | 0.003 | 0.002 0.02 | 40,000 | 160 0.002 | 0.002 0 0.01

0.3 2 40,000 390 | 0.005 | 0.005 | 0.003 0.04 | 40,000 | 270 0.003 | 0.003 0 0.02

0.4 2.7 | 40,000 390 | 0.005 | 0.005 | 0.003 0.04 | 40,000 | 270 0.003 | 0.003 0 0.02

R0.075 0.5 3.3 | 40,000 390 | 0.005 | 0.005 | 0.003 0.04 |40,000 | 270 0.003 | 0.003 0 0.02
' 0.6 4 40,000 390 | 0.005 | 0.005 | 0.003 0.04 | 40,000 | 270 0.003 | 0.003 0 0.02
0.75 5 40,000 390 | 0.005 | 0.005 | 0.002 0.04 | 40,000 | 270 0.003 | 0.003 0 0.02

1 6.7 | 40,000 390 | 0.005 | 0.005 | 0.002 0.04 | 40,000 | 270 0.003 | 0.003 0 0.02

0.3 1.5 | 40,000 450 | 0.006 | 0.006 | 0.004 0.04 | 40,000 | 320 0.004 | 0.004 0 0.02

0.4 2 40,000 450 | 0.006 | 0.006 | 0.004 0.04 | 40,000 | 320 0.004 | 0.004 0 0.02

0.5 2.5 | 40,000 450 | 0.006 | 0.006 | 0.004 0.04 | 40,000 | 320 0.004 | 0.004 0 0.02

0.6 3 40,000 450 | 0.006 | 0.006 | 0.004 0.04 | 40,000 | 320 0.004 | 0.004 0 0.02

RO.1 0.75 3.8 || 40,000 450 | 0.006 | 0.006 | 0.003 0.04 |40,000 | 320 0.004 | 0.004 0 0.02
1 5 40,000 450 | 0.006 | 0.006 | 0.002 0.04 | 40,000 | 320 0.004 | 0.004 0 0.02

1.25 6.3 | 40,000 450 | 0.006 | 0.006 | 0.002 0.04 | 40,000 | 320 0.004 | 0.004 0 0.02

1.5 7.5 | 40,000 450 | 0.006 | 0.006 | 0.002 0.04 | 40,000 | 320 0.004 | 0.004 0 0.02

2 10 40,000 450 | 0.006 | 0.006 | 0.002 0.04 | 40,000 | 320 0.004 | 0.004 0 0.02

0.5 1.7 | 40,000 610 | 0.008 | 0.008 | 0.006 0.05 | 40,000 | 480 0.006 | 0.006 0 0.03

0.6 2 40,000 610 | 0.008 | 0.008 | 0.006 0.05 | 40,000 | 480 0.006 | 0.006 0 0.03

0.75 2.5 | 40,000 610 | 0.008 | 0.008 | 0.006 0.05 | 40,000 | 480 0.006 | 0.006 0 0.03

1 3.3 | 40,000 610 | 0.008 | 0.008 | 0.005 0.05 | 40,000 | 480 0.006 | 0.006 0 0.03

R0.15 1.25 4.2 | 40,000 610 | 0.008 | 0.008 | 0.004 0.05 | 40,000 | 480 0.006 | 0.006 0 0.03
1.5 5 40,000 610 | 0.008 | 0.008 | 0.004 0.05 | 40,000 | 480 0.006 | 0.006 0 0.03

2 6.7 | 40,000 610 | 0.008 | 0.008 | 0.003 0.05 | 40,000 | 480 0.006 | 0.006 0 0.03

2.5 8.3 | 40,000 610 | 0.008 | 0.008 | 0.002 0.05 | 40,000 | 480 0.006 | 0.006 0 0.03

3 10 40,000 610 | 0.008 | 0.008 | 0.002 0.05 | 40,000 | 480 0.006 | 0.006 0 0.03

0.5 1.3 | 40,000 780 | 0.010 | 0.010 | 0.007 0.06 | 40,000 | 560 0.007 | 0.007 0 0.03

0.8 2 40,000 780 | 0.010 | 0.010 | 0.007 0.06 | 40,000 | 560 0.007 | 0.007 0 0.03

1 2.5 | 40,000 780 | 0.010 | 0.010 | 0.007 0.06 | 40,000 | 560 0.007 | 0.007 0 0.03

RO.2 1.5 3.8 || 40,000 780 | 0.010 | 0.010 | 0.006 0.06 | 40,000 | 560 0.007 | 0.007 0 0.03
' 2 5 40,000 780 | 0.010 | 0.010 | 0.004 0.06 | 40,000 | 560 0.007 | 0.007 0 0.03
2.5 6.3 | 40,000 780 | 0.010 | 0.010 | 0.003 0.06 | 40,000 | 560 0.007 | 0.007 0 0.03

3 7.5 | 40,000 780 | 0.010 | 0.010 | 0.003 0.06 | 40,000 | 560 0.007 | 0.007 0 0.03

4 10 40,000 780 | 0.010 | 0.010 | 0.002 0.06 | 40,000 | 560 0.007 | 0.007 0 0.03

1 2 40,000 | 1,010 | 0.013 | 0.013 | 0.009 0.08 | 40,000 | 710 0.009 | 0.009 0 0.04

1.5 3 40,000 | 1,010 | 0.013 | 0.013 | 0.009 0.08 | 40,000 | 710 0.009 | 0.009 0 0.04

2 4 40,000 | 1,010 | 0.013 | 0.013 | 0.007 0.08 | 40,000 | 710 0.009 | 0.009 0 0.04

R0.25 2.5 5 40,000 | 1,010 | 0.013 | 0.013 | 0.005 0.08 | 40,000 | 710 0.009 | 0.009 0 0.04
3 6 40,000 | 1,010 | 0.013 | 0.013 | 0.004 0.08 | 40,000 | 710 0.009 | 0.009 0 0.04

4 8 40,000 | 1,010 | 0.013 | 0.013 | 0.003 0.08 | 40,000 | 710 0.009 | 0.009 0 0.04

5 10 40,000 | 1,010 | 0.013 | 0.013 | 0.003 0.08 | 40,000 | 710 0.009 | 0.009 0 0.04

1 1.7 | 40,000 | 1,170 | 0.015 | 0.015 | 0.010 0.09 | 40,000 | 780 0.010 | 0.010 0 0.04

1.5 25 | 40,000 | 1,170 | 0.015 | 0.015 | 0.010 0.09 | 40,000 | 780 0.010 | 0.010 0 0.04

RO.3 2 3.3 || 40,000 | 1,170 | 0.015 | 0.015 | 0.009 0.09 | 40,000 | 780 0.010 | 0.010 0 0.04
' 2.5 4.2 | 40,000| 1,170 | 0.015 | 0.015 | 0.007 0.09 | 40,000 | 780 0.010 | 0.010 0 0.04

3 5.0 || 40,000 | 1,170 | 0.015 | 0.015 | 0.006 0.09 | 40,000 | 780 0.010 | 0.010 0 0.04

4 6.7 | 40,000 | 1,170 | 0.015 | 0.015 | 0.004 0.09 | 40,000 | 780 0.010 | 0.010 0 0.04
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=R
nIT#% Hardened Steels
Work Material STAVAX-HPM38-M333 (1§24 F52HRC)
As the same as 52HRC
SN Semi-Finishing Finishing
gocez| TR\ LOW/ Taistm | ppasen |GTMAR| IRE | 2B | RABE | THER | paae SO0AR RE | 28 | RAEE
Ri*j‘;.:':é Under Neck| D (9MZ) Spindle 1&'5:1:1 J%rg Feechpe;g Depﬁ\g;f Stoi Cu,s_pj) Spindk]; J&:f:n %g Feejdhpe;E Dep,t';g;f Stoﬁ Cu’s_;JJ
Radius Length L/D Speed ee Tooth Cut allowance Height Speed ee Tooth Cut allowance Height
apmm apmm
min* mm/min min” B mmit um min” mm/min min* o mm pm
demm demm
RO.3 5 8.3 40,000 | 1,170 | 0.015 | 0.015 | 0.004 | 0.09 [ 40,000 780 | 0.010 | 0.010 0 0.04
) 6 10 37,000 | 1,080 | 0.015 | 0.015 | 0.003 0.09 | 37,000 720 | 0.010 | 0.010 0 0.04
1 1.3 40,000 | 1,430 | 0.018 | 0.018 | 0.013 | 0.10 | 40,000 | 1,010 | 0.013 | 0.013 0 0.05
2 2.5 40,000 | 1,430 | 0.018 | 0.018 | 0.013 | 0.10 [40,000| 1,010 | 0.013 | 0.013 0 0.05
3 3.8 37,400 | 1,330 | 0.018 | 0.018 | 0.010 | 0.10 | 37,400 940 | 0.013 | 0.013 0 0.05
R0.4 4 o) 34,300 | 1,220 | 0.018 | 0.018 | 0.008 | 0.10 | 34,300 860 | 0.013 | 0.013 0 0.05
5 6.3 32,100 | 1,140 | 0.018 | 0.018 | 0.006 | 0.10 | 32,100 810 | 0.013 | 0.013 0 0.05
6 7.5 30,400 | 1,080 | 0.018 | 0.018 | 0.005 | 0.10 | 30,400 760 | 0.013 | 0.013 0 0.05
8 10 27,900 990 | 0.018 | 0.018 | 0.004 | 0.10 (27,900 700 | 0.013 | 0.013 0 0.05
2 2 31,800 | 1,550 | 0.024 | 0.024 | 0.017 | 0.14 |31,800| 1,060 | 0.017 | 0.017 0 0.07
3 3 31,800 | 1,550 | 0.024 | 0.024 | 0.017 | 0.14 | 31,800 | 1,060 | 0.017 | 0.017 0 0.07
4 4 29,200 | 1,430 | 0.024 | 0.024 | 0.013 | 0.14 | 29,200 970 | 0.017 | 0.017 0 0.07
R0.5 5 5 27,300 | 1,330 | 0.024 | 0.024 | 0.010 | 0.14 | 27,300 910 | 0.017 | 0.017 0 0.07
6 6 25,800 | 1,260 | 0.024 | 0.024 | 0.008 | 0.14 | 25,800 860 | 0.017 | 0.017 0 0.07
8 8 23,700 | 1,160 | 0.024 | 0.024 | 0.006 | 0.14 | 23,700 790 | 0.017 | 0.017 0 0.07
10 10 22,200 | 1,080 | 0.024 | 0.024 | 0.005 | 0.14 | 22,200 740 | 0.017 | 0.017 0 0.07
3 2 21,200 | 1,350 | 0.032 | 0.032 | 0.022 | 0.17 | 21,200 920 | 0.022 | 0.022 0 0.08
4 2.7 21,200 | 1,350 | 0.032 | 0.032 | 0.022 | 0.17 | 21,200 920 | 0.022 | 0.022 0 0.08
6 4.0 19,400 | 1,230 | 0.032 | 0.032 | 0.016 | 0.17 | 19,400 850 | 0.022 | 0.022 0 0.08
RO.75 8 5.3 17,800 | 1,130 | 0.032 | 0.032 | 0.012 | 0.17 | 17,800 770 | 0.022 | 0.022 0 0.08
’ 10 6.7 16,700 | 1,060 | 0.032 | 0.032 | 0.010 | 0.17 [ 16,700 730 | 0.022 | 0.022 0 0.08
12 8 15,800 | 1,000 | 0.032 | 0.032 | 0.008 | 0.17 [ 15,800 690 | 0.022 | 0.022 0 0.08
14 9.3 15,100 960 | 0.032 | 0.032 | 0.007 | 0.17 | 15,100 660 | 0.022 | 0.022 0 0.08
16 10.7 14,500 920 | 0.032 | 0.032 | 0.006 | 0.17 [ 14,500 630 | 0.022 | 0.022 0 0.08
3 1.5 15,900 | 1,270 | 0.040 | 0.040 | 0.028 | 0.2 15,900 890 | 0.028 | 0.028 0 0.1
4 2 15,900 | 1,270 | 0.040 | 0.040 | 0.028 | 0.2 15,900 890 | 0.028 | 0.028 0 0.1
6 3 15,900 | 1,270 | 0.040 | 0.040 | 0.028 | 0.2 15,900 890 | 0.028 | 0.028 0 0.1
8 4 14,600 | 1,160 | 0.040 | 0.040 | 0.021 0.2 14,600 820 | 0.028 | 0.028 0 0.1
R1 10 5 13,600 | 1,080 | 0.040 | 0.040 | 0.017 | 0.2 13,600 760 | 0.028 | 0.028 0 0.1
12 6 12,900 | 1,030 | 0.040 | 0.040 | 0.014 | 0.2 12,900 720 | 0.028 | 0.028 0 0.1
14 7 12,300 980 | 0.040 | 0.040 | 0.012 | 0.2 12,300 690 | 0.028 | 0.028 0 0.1
16 8 11,800 940 | 0.040 | 0.040 | 0.011 0.2 11,800 660 | 0.028 | 0.028 0 0.1
18 9 11,400 910 | 0.040 | 0.040 | 0.009 | 0.2 11,400 640 | 0.028 | 0.028 0 0.1
20 10 11,100 880 | 0.040 | 0.040 | 0.008 | 0.2 11,100 620 | 0.028 | 0.028 0 0.1
X1PTREMapRTAMAIRE, aeRTTBE,
X2 IEIRIEAUARRIER TH BRSPS SRR IIHIS .
K3 RERDEFERN, BRIEFZFARIDRSH.
¥4 RAFIHIBAKRNEL, BEHRERSHIREM I RNTS,
5 FITEEM IR, 15 LUER EL R T R R,
6 GHRNRS T HFRKT U ESEE, B LUER LRI MmN L R E,
XTIERBEETIANBRHE,
X8 EWEAHE LA, BREAKEMTHIR. ARETIHIR. WSH R AR,
X9 I TAEIN TRREASE(E, FIRIEN — TR TRSHEREEH#ITIRE,
. 10 PREI T B IRVE 7] A Bap. aeRIRIBR R B EN S ZERIRE S M.
& RABENSEE, BRIEEREEHTEE,
ores <1 Depth of Cut: ap=Axial Depth of Cut / ae=Radial Depth of Cut.
%2 Adjust milling condition according to machine rigidity and clamp condition of work material.
%3 In case of chattering etc., please adjust cutting conditions if necessary.
%4 If the cutting load is high at corner, adjust the cutting conditions and tool path to reduce the cutting load.
%5 In case high-efficient machining, increase spindle speed and feed rate at the same rate. HiRE ap
56 If the maximum spindle speed of the machine tool is lower than the reference value, Depth of cut ap
please reduce the spindle speed and feed rate at the same rate.
%7 Length of tool overhang must be as short as possible.
%8 Oil mist coolant is recommended. Water-insoluble, water-soluble, and air blow can also be used. Depth of cut ae
%9 The stock allowances of semi-finishing and finishing are guide values, please adjust them according cﬁfu‘ézh?
10 Featpor 00, 5 and a6 of e ising o Tishing oo s 2 refrence values or the cusp e
o 'IF'hedcssp Le\?l-}t i‘sJ a giidelir:e, plez:se :djsst itda::corr:iin% to the ‘requirnfed accuracly. o phent Stﬁff.‘ﬁ?,ff‘aﬁe,
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