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Work Material SKD61-STAVAX SKD11-ELMAX SKH-HAP
(~52HRC) (~62HRC) (~68HRC)
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Length L/D ap mm dp mm dp mm
min" | mm/min il mm min™ | mm/min el mm min® | mm/min Fl mm
de mm de mm de mm
0.3 1.5 /40,000 900 | 0.005 | 0.002 40,000/ 670 | 0.005 | 0.002 |{40,000| 450 | 0.003 | 0.002
0.1 0.4 2 40,000| 850 | 0.005 | 0.002 |40,000| 620 | 0.005 | 0.002 |40,000| 420 | 0.003 | 0.002
) 0.5 2.5 40,000 800 | 0.005 | 0.002 {40,000 580 | 0.005 | 0.002 [40,000| 390 | 0.003 | 0.002
0.6 3 40,000| 750 | 0.005 | 0.002 (40,000 520 | 0.005 | 0.002 |[40,000| 360 | 0.003 | 0.002
0.3 1 40,000| 1,200 | 0.005 | 0.003 [40,000| 900 | 0.005 | 0.003 {40,000| 670 | 0.003 | 0.003
015 0.5 1.7 |/40,000| 1,100 | 0.005 | 0.003 |40,000| 800 | 0.005 | 0.003 |40,000| 600 | 0.003 | 0.003
’ 0.75 2.5 |40,000| 1,000 | 0.005 | 0.003 |40,000| 750 | 0.005 | 0.003 [40,000| 550 | 0.003 | 0.003
0.9 3 40,000| 900 | 0.005 | 0.003 [40,000| 600 | 0.005 | 0.003 |{40,000| 450 | 0.003 | 0.003
0.5 1.3 40,000 1,800 | 0.005 | 0.004 {40,000 1,350 | 0.005 | 0.004 40,000 900 | 0.005 | 0.004
0.2 0.75 1.9 |/40,000| 1,700 | 0.005 | 0.004 |40,000 | 1,250 | 0.005 | 0.004 |40,000| 820 | 0.005 | 0.004
) 1 2.5 40,000 1,500 | 0.005 | 0.004 |40,000| 1,200 | 0.005 | 0.004 {40,000 750 | 0.005 | 0.004
1.2 3 40,000| 1,400 | 0.005 | 0.004 [40,000| 1,000 | 0.005 | 0.004 {40,000| 650 | 0.005 | 0.004
0.5 1 40,000| 1,900 | 0.01 0.005 |40,000| 1,500 | 0.01 0.005 |40,000| 1,100 | 0.005 | 0.005
025 | 1 2 40,000 1,800 | 0.01 0.005 {40,000 | 1,400 | 0.01 0.005 {40,000 | 1,000 | 0.005 | 0.005
1.5 3 40,000| 1,600 | 0.01 0.005 [40,000| 1,300 | 0.01 0.005 |40,000| 800 | 0.005 | 0.005
0.75 1.3 |40,000| 2,600 | 0.01 0.007 |40,000 | 2,400 | 0.01 0.007 |40,000| 1,700 | 0.005 | 0.007
03 1 1.7 40,000 | 2,500 | 0.01 0.007 |40,000 | 2,200 | 0.01 0.007 |40,000 | 1,600 | 0.005 | 0.007
) 1.2 2 40,000 | 2,400 | 0.01 0.007 |40,000 | 2,000 | 0.01 0.007 |40,000| 1,400 | 0.005 | 0.007
1.5 2.5 40,000 | 2,200 | 0.01 0.007 140,000 1,700 | 0.01 0.007 |40,000 | 1,100 | 0.005 | 0.007
0.4 2 2.5 /40,000 2,300 | 0.01 0.008 {40,000 | 1,800 | 0.01 0.008 {40,000 | 1,200 | 0.005 | 0.008
1 1 40,000 | 3,400 | 0.02 0.01 [40,000 | 3,000 | 0.02 0.01 [40,000 | 1,800 | 0.01 0.01
0.5 2 2 40,000| 3,000 | 0.02 0.01 |40,000| 2,700 | 0.02 0.01 ]40,000| 1,700 | 0.01 0.01
’ 2.5 2.5 |40,000| 2,600 | 0.02 0.01 ]40,000| 2,200 | 0.02 | 0.01 [40,000| 1,500 | 0.01 0.01
3 3 40,000| 2,400 | 0.02 0.01 140,000 2,000 | 0.02 0.01 ]40,000| 1,400 | 0.01 0.01
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s & %1 Depth of Cut: ap=Axial Depth of Cut / ae=Radial Depth of Cut
Notes 2 Depth of Cut shows the reference value for semi-finishing and finishing.
) Adjust milling conditions qepending on the rigidity of the rpachmg, wgrk shape and requested accuracy.
4 Do carol 1o oba unform iock amounton ating Suface befors Using i tool oamap
%5 In case of chattering etc., please adjust milling conditions if necessary.
6 If the cutting load is high at corners, etc., set the milling conditions
and tool path carefully to reduce the cutting load.
7 Increase both spindle speed and feed at the same rate for high efficient machining. ARTNAKh
%8 If the maximum spindle speed of the machine tool is lower than the reference value,
please reduce the spindle speed and feed rate in the same proportion.
%9 Minimize a possible tool overhang length. 1 PEEFIITRD
%10 We recommend using oil mist coolant. stock aﬁh’::'ce after
> 11 The stock allowance for this tool is a guideline, semi-finishing process
please adjust it according to the machining condition of the previous process and the required accuracy.
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Minimize the deflection of cutting edge. When using small CBN End Mill, uniform finishing allowance (stock amount) is Bt o
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When tool is used on roughing and semi-finishing and it has a big abrasion,
finishing allowance (stock amount) on semi-finishing and finishing is increasing

and it affects tool life and cutting accuracy. Therefore, it is important to get
uniform stock amount in the pre-stage cutting.
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To understand the nature of the expansion of the
main spindle and machine posture transformation,
and take measures against them.
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