MTNH430R nrew

HIZHSER Recommended Conditions
i Preha?(?e’:%ﬁsmels
Wo%r}fﬁlllja*t;érrial HPM-NAK
(~42HRC)
‘ ?“I—‘EH&DDHI Roughing HRD§§LJ}J[]I Stock removal (Inner Corner)
. 1-+ . HTE | IMEE . -
9[__1;4% HR Neck Taper l#\lndir BTFR @?E;Y KN TiAHS RUR t)]U(@”ﬁF.‘ﬁE lﬁliﬁﬁiﬂ ENERE iAsE UMK
S RRE | A | dengh | DR | Bnp | reed | oepmorcu [pdeck oo | TN | Feed | pepmorcu | pS0k,
min™ | mm/min | @ mm | @ mm mm |[mm*min| min" | mm/min | @ mm | @ mm mm
5 30,000] 410 ] 0.005 | 0.05 | 0.007 | 0.1 30,000 330 | 0.004 | 0.04 | 0.007
1° 1.5 7.5 30,000/ 260 | 0.004 | 0.05 | 0.005| 0.05 |30,000/ 210 | 0.003 | 0.04 | 0.005
R0.03 2 10 30,000 190 | 0.004 | 0.05 | 0.005 | 0.04 |30,000/ 150 | 0.003 | 0.04 | 0.005
30 1.5 7.5 ||30,000] 370 | 0.005 | 0.05 | 0.007 | 0.09 [30,000| 300 | 0.004 | 0.04 | 0.007
0.2 2 10 30,000 300 | 0.005 | 0.05 | 0.007 | 0.08 [30,000] 240 | 0.004 | 0.04 | 0.007
’ 1 5 30,000 410 | 0.007 | 0.05 | 0.009 | 0.14 [30,000| 330 | 0.005 | 0.04 | 0.009
1° 1.5 7.5 ||30,000] 260 | 0.006 | 0.05 | 0.007 | 0.08 [30,000] 210 | 0.004 | 0.04 | 0.007
R0.05 2 10 30,000 190 | 0.005 | 0.05 | 0.005 | 0.05 |30,000/ 150 | 0.003 | 0.04 | 0.005
30 1.5 7.5 30,000/ 370 | 0.007 | 0.05 | 0.009 | 0.13 |30,000/ 300 | 0.005 | 0.04 | 0.009
2 10 30,000 300 | 0.006 | 0.05 | 0.007 | 0.09 [30,000] 240 | 0.005 | 0.04 | 0.007
1.5 5 30,000{ 520 | 0.011 | 0.1 0.009 | 0.57 |30,000f 420 | 0.008 | 0.08 | 0.009
1° 2 6.7 30,000/ 400 | 0.008 | 0.1 0.008 | 0.32 |30,000]f 320 | 0.006 | 0.08 | 0.008
R0.03 3 10 30,000{ 300 | 0.005 | 0.1 0.006 | 0.15 |30,000f 240 | 0.004 | 0.08 | 0.006
30 2 6.7 (30,0000 520 0.011 | 01 0.009 | 0.57 |30,000f 420 | 0.008 | 0.08 | 0.009
03 3 10 30,000{ 420 | 0.008 | 0.1 0.008 | 0.34 |30,000] 340 | 0.006 | 0.08 | 0.008
’ 1.5 5 30,000 520 | 0.015 | 01 0.011 | 0.78 |30,000f 420 | 0.011 | 0.08 | 0.011
1° 2 6.7 |/30,000] 400 ] 0.011 | 01 0.009 | 0.44 |30,000/ 320 | 0.008 | 0.08 | 0.009
R0.05 3 10 30,000{ 300 | 0.008 | 0.1 0.006 | 0.24 |30,000f 240 | 0.006 | 0.08 | 0.006
30 2 6.7 30,0000 520 0.015| 0.1 0.011 | 0.78 |30,000f 420 | 0.011 | 0.08 | 0.0M
3 10 30,000{ 420 | 0.011 | 0.1 0.01 0.46 |30,000/ 340 | 0.009 | 0.08 | 0.01
4 8 30,000 800 | 0.016 | 0.16 | 0.012 | 2.05 [30,000] 640 | 0.012 | 0.128 | 0.012
5 10 26,300] 680 | 0.013 | 0.16 | 0.01 141 21,0000 540 | 0.01 0.128 | 0.01
1° 6 12 25,600/ 610 | 0.011 | 0.16 | 0.008 | 1.07 |20,500| 490 | 0.008 | 0.128 | 0.008
R0.05 8 16 24,5000 520 | 0.008 | 0.12 | 0.005 | 0.5 |20,500] 420 | 0.006 | 0.096 | 0.005
' 10 20 23,800, 310 | 0.006 | 0.08 | 0.004 | 0.15 |19,000] 250 | 0.004 | 0.064 | 0.004
5 10 30,000 860 | 0.019 | 0.16 | 0.014 | 2.61 |24,000f 690 | 0.014 | 0.128 | 0.014
3° 8 16 30,000 790 | 0.015 | 0.16 | 0.011 1.9 [24,000] 630 | 0.012 | 0.128 | 0.0M1
05 10 20 30,000 760 | 0.014 | 0.16 | 0.01 1.7 (24,0000 610 | 0.011 | 0.128 | 0.01
’ 4 8 30,000 800 | 0.016 | 0.16 | 0.012 | 2.05 |24,000/ 640 | 0.012 | 0.128 | 0.012
5 10 26,3000 680 | 0.013 | 0.16 | 0.01 1.41 |21,000f 540 | 0.01 0.128 | 0.01
1° 6 12 25,600, 610 0.011 | 0.16 | 0.008 | 1.07 |20,500] 490 | 0.008 | 0.128 | 0.008
RO.A 8 16 24,500/ 520 | 0.008 | 0.12 | 0.005 | 0.5 19,600, 420 | 0.006 | 0.096 | 0.005
’ 10 20 23,800/ 310 | 0.006 | 0.08 | 0.004 | 0.15 |19,000] 250 | 0.004 | 0.064 | 0.004
5 10 30,000/ 860 | 0.019 | 0.16 | 0.014 | 2.61 [24,000] 690 | 0.014 | 0.128 | 0.014
3° 8 16 30,000 790 | 0.015 | 0.16 | 0.011 1.9 24,0000 630 | 0.012 | 0.128 | 0.011
10 20 30,000 760 | 0.014 | 0.16 | 0.01 1.7 (24,0000 610 | 0.011 | 0.128 | 0.01
10 10 17,500/ 1,130 | 0.035 | 0.35 | 0.023 |13.84 |14,000f 900 | 0.028 | 0.28 | 0.023
15 15 15,100/ 570 | 0.015 | 0.25 | 0.008 | 2.14 [12,100/ 460 | 0.012 | 0.2 0.008
RO.A 1° 20 20 13,800, 420 | 0.01 0.1 0.006 | 0.42 |[11,000f 330 | 0.008 | 0.08 | 0.006
! 25 25 12,900/ 360 | 0.005 | 0.05 | 0.004 | 0.09 |10,300] 290 | 0.004 | 0.04 | 0.004
30 30 12,300/ 310 | 0.003 | 0.03 | 0.004 | 0.03 9,800/ 250 | 0.002 | 0.024 | 0.004
3° 15 15 18,800| 1,560 | 0.041 | 0.35 | 0.026 |22.39 |15,000| 1,250 | 0.032 | 0.28 | 0.026
10 10 17,500/ 1,130 | 0.035 | 0.35 | 0.023 |13.84 |14,000f 900 | 0.028 | 0.28 | 0.023
15 15 15,100/ 570 | 0.015 | 0.25 | 0.008 | 2.14 [12,100/ 460 | 0.012 | 0.2 0.008
1 R0.2 1° 20 20 13,800, 420 | 0.01 0.1 0.006 | 0.42 |[11,000f 330 | 0.008 | 0.08 | 0.006
) 25 25 12,900/ 360 | 0.005 | 0.05 | 0.004 | 0.09 [10,300| 290 | 0.004 | 0.04 | 0.004
30 30 12,300/ 310 | 0.003 | 0.03 | 0.004 | 0.03 9,800/ 250 | 0.002 | 0.024 | 0.004
3° 15 15 18,800| 1,560 | 0.041 | 0.35 | 0.026 |22.39 |15,000| 1,250 | 0.032 | 0.28 | 0.026
10 10 17,500/ 1,130 | 0.035 | 0.35 | 0.023 |13.84 |14,000f 900 | 0.028 | 0.28 | 0.023
15 15 15,100/ 570 | 0.015 | 0.25 | 0.008 | 2.14 [12,100/ 460 | 0.012 | 0.2 0.008
R0.3 1° 20 20 13,800/ 420 | 0.01 0.1 0.006 | 0.42 |[11,000f 330 | 0.008 | 0.08 | 0.006
’ 25 25 12,900/ 360 | 0.005 | 0.05 | 0.004 | 0.09 [10,300| 290 | 0.004 | 0.04 | 0.004
30 30 12,300/ 310 | 0.003 | 0.03 | 0.004 | 0.03 9,800/ 250 | 0.002 | 0.024 | 0.004
3° 15 15 18,800 1,560 | 0.041 | 0.35 | 0.026 |22.39 |15,000] 1,250 | 0.032 | 0.28 | 0.026




MTNH430R

tﬂﬁﬂ%ﬁﬁ%ﬁ Recommended Conditions

Preh: éj(?g%ﬂst |
=] renardene: eels
Wo%r}filé\lllja*t;érrial HPM-NAK
(~42HRC)
‘ ;‘%Hﬂobul Roughing HRD§§LJ}JDI Stock removal (Inner Corner)
. -7 . BHTE | MR
9[1;4% AR Neck Taper L’J\‘ndir E—EEE EETR EDERE thAHE UMK tIKIHREE [ElErZs ENERE thAHS EUR
. ecCl i i i
N Rotor Angle Length og/D Sé;?)\gglde Feed Depthof Cut | yoock Remgbgi%ate Ss%'gglde Feed Depth of Cut | pjowance
min™ | mm/min | @ mm | @ mm mm |[mm*min| min" | mm/min | @ mm | @ mm mm
15 10 15,700| 1,150 | 0.05 0.55 | 0.038 | 31.63|12,600] 920 | 0.04 0.44 | 0.038
RO.2 1° 20 13.3 [13,800| 630 | 0.03 0.4 0.011 7.56 | 11,000| 500 | 0.024 | 0.32 | 0.011
’ 30 20 11,800] 430 | 0.01 0.15 | 0.007 0.65| 9,400, 340 | 0.008 | 0.12 | 0.007
3° 20 13.3 ||17,700] 1,590 | 0.065 | 0.55 | 0.046 | 56.84 | 14,200| 1,270 | 0.052 | 0.44 | 0.046
15 10 15,700| 1,150 | 0.05 0.55 | 0.038 | 31.63|12,600] 920 | 0.04 0.44 | 0.038
15 RO.3 1° 20 13.3 ||13,800| 630 | 0.03 0.4 0.011 7.56]11,000) 500 | 0.024 | 0.32 | 0.011
) ’ 30 20 11,800 430 | 0.01 0.15 | 0.007 0.65| 9,400, 340 | 0.008 | 0.12 | 0.007
3° 20 13.3 [17,700| 1,590 | 0.065 | 0.55 | 0.046 | 56.84 | 14,200| 1,270 | 0.052 | 0.44 | 0.046
15 10 15,700| 1,150 | 0.05 0.55 | 0.038 | 31.63|12,600] 920 | 0.04 0.44 | 0.038
RO.5 1° 20 13.3 | 13,800| 630 | 0.03 0.4 0.011 7.56] 11,000/ 500 | 0.024 | 0.32 | 0.011
’ 30 20 11,800| 430 | 0.01 0.15 | 0.007 0.65| 9,400, 340 | 0.008 | 0.12 | 0.007
3° 20 13.3 ||17,700| 1,590 | 0.065 | 0.55 | 0.046 | 56.84 | 14,200| 1,270 | 0.052 | 0.44 | 0.046
20 10 12,500| 1,170 | 0.07 0.7 0.046 | 57.33|10,000, 940 | 0.056 | 0.56 | 0.046
RO0.2 1° 30 15 9,500 740 | 0.04 05 ]0.029 | 14.8 | 7,600| 590 | 0.032 | 0.4 0.022
’ 40 20 7,900 440 | 0.03 0.2 0.023 2.64| 6,300] 350 | 0.024 | 0.16 | 0.017
3° 30 15 14,400| 1,570 | 0.08 0.7 0.053 | 87.92| 11,500| 1,260 | 0.064 | 0.56 | 0.053
20 10 12,500| 1,170 | 0.07 0.7 0.046 | 57.33|10,000] 940 | 0.056 | 0.56 | 0.046
2 RO.3 1° 30 15 9,500| 740 | 0.04 0.5 0.029 | 14.8 7,600| 590 | 0.032 | 0.4 0.029
’ 40 20 7,900] 440 | 0.03 0.2 0.023 2.64| 6,300) 350 | 0.024 | 0.16 | 0.023
3° 30 15 14,400| 1,570 | 0.08 0.7 0.053 | 87.92| 11,500| 1,260 | 0.064 | 0.56 | 0.053
20 10 12,500| 1,170 | 0.07 0.7 0.046 | 57.33|10,000/ 940 | 0.056 | 0.56 | 0.046
RO.5 1° 30 15 9,500| 740 | 0.04 0.5 0.029 | 14.8 7,600| 590 | 0.032 | 0.4 0.029
! 40 20 7,900] 440 ] 0.03 0.2 0.023 2.64| 6,300] 350 | 0.024 | 0.16 | 0.023
3° 30 15 14,400| 1,570 | 0.08 0.7 0.053 | 87.92 | 11,500| 1,260 | 0.064 | 0.56 | 0.053
30 10 8,900| 1,190 | 0.08 1 0.061 | 95.2 7,100| 950 | 0.064 | 0.8 0.06
10 40 13.3 7,800) 650 | 0.06 0.8 0.032 | 31.2 6,200| 520 | 0.048 | 0.64 | 0.032
R0.2 50 16.7 7,000] 530 | 0.045 | 0.6 0.026 | 14.31| 5,600, 420 | 0.036 | 0.48 | 0.026
60 20 6,500| 450 | 0.035 | 0.3 0.023 4.73| 5,200] 360 | 0.028 | 0.24 | 0.023
3° 29.8 9.9 | 11,200| 1,640 | 0.1 1 0.065 |164 9,000| 1,310 | 0.08 0.8 0.065
30 10 8,900| 1,190 | 0.08 1 0.061 | 95.2 7,100| 950 | 0.064 | 0.8 0.06
10 40 13.3 7,700] 650 | 0.06 0.8 0.032 | 31.2 6,200| 520 | 0.048 | 0.64 | 0.032
3 R0.3 50 16.7 7,000] 530 | 0.045 | 0.6 0.026 | 14.31| 5,600, 420 | 0.036 | 0.48 | 0.026
60 20 6,500| 450 | 0.035 | 0.3 0.023 4.73| 5,200] 360 | 0.028 | 0.24 | 0.023
3° 29.9 10 11,200| 1,640 | 0.1 1 0.065 |164 9,000| 1,310 | 0.08 0.8 0.065
30 10 8,900| 1,190 | 0.08 1 0.061 | 95.2 7,100| 950 | 0.064 | 0.8 0.06
10 40 13.3 7,700] 650 | 0.06 0.8 0.032 | 31.2 6,200| 520 | 0.048 | 0.64 | 0.032
R0.5 50 16.7 7,000] 530 | 0.045 | 0.6 0.026 | 14.31| 5,600, 420 | 0.036 | 0.48 | 0.026
60 20 6,500| 450 | 0.035 | 0.3 0.023 4.73| 5,200] 360 | 0.028 | 0.24 | 0.023
3° 30.1 10 11,200| 1,640 | 0.1 1 0.065 |164 9,000| 1,310 | 0.08 0.8 0.065
%1 YHAHEOD, aplFE75EOLIAGRS, aeldFE 5 BONIAMREERUEY .
K2 HERBIIE OIRHIA OREPRIEE CEOUIBISAH 2 HEEL T4,
%3 UUDENREIBHAE MEICEU THIBIZAZHHEEL TUZE W,
x4 I-FEBETYHIRRNEMRSBEE IHIREPY -/ ZBECERL THIHIBRMECR DL SISREL TUZEN,.
%5 ZER7SADENAH 7 TO—-F 735 AUDIL (35E) BU, 527 (ER) #8582 LES .
%6  TAFHOREEHEERENSEELIENSSEEERMOENREZBCEIGT T TN,
%7 THEZESHUREMEY ECHZBROTIZEN,
X8 AMNZAN -2 MeBRHLET,
%9 RVEPDENMTLT I DML 71— MORSHBLUEINCT DRFHICHERU TREW,
%10 HURIEBZOMIETY . 51 TAROI TIRAEDLESRIGE O THEEL TV,
P11 BRDIRUNN T3S 2 TERICHU, S1TZGREII) 0 TEEN L. SEREDOST 7T RIVTITENARE( T ELSIR)D
B%TY. f LI2 GREINT) OEROFAURCEU THIAHEDEDREZRELTFE,
. (1) AT TA2GREDAIT): ¢ 3xR0.5 = EXOFXUANT: ¢ 2xR0.2
l:aates <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 Recommend to apply helical or ramping for approaching into axial direction.
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 Oil mist coolant is recommended.
%9 Coolant supply and chip disposal in the deep portion are very important.
%10 The stock allowance for this tool is a guideline. Please adjust it according to the machining condition of the previous process and the required accuracy.
%11 The parameters for the Stock Removal (Inner Corner) process are reference values based on the condition after roughing, where a corner radius end
mill approximately 1.5 times larger than the tool used in this process was applied.
Please adjust the depth of cut and feed rate according to the amount of remaining material from the previous roughing operation.
Example
Roug:ing: ¢3xR0.5 = Stock removal (inner corner): ¢ 2 x R0.2




MTNH430R nrew

HIEHESER  Recommended Conditions
i Preha?(?e%ﬁSteels
Wo%r}filé\llllja*t;érrial HPM-NAK
(~42HRC)
Bt EIFIIT  Semi-Finishing fEEFDIT  Finishing
. 1-+ . HTE | IMEE - -
AE | R eorper| e | BER ] EER | e | guos BUL | DR | poew | gasm B
i Comer Angle Length i SSF:)“;S'; Feed Depth of Cut Alock Dot Feed Depth of Cut Alock
min” mm/min | @p mm de mm mm min” mm/min | @p mm 3e mm mm

5 30,000 310 | 0.004 | 0.038 | 0.003 |30,000 290 | 0.003 | 0.035 0
1° 1.5 7.5 | 30,000 200 | 0.003 | 0.038 | 0.002 | 30,000 180 | 0.002 | 0.035 0
R0.03 2 10 30,000 140 | 0.003 | 0.038 | 0.002 | 30,000 130 | 0.002 | 0.035 0
30 1.5 7.5 | 30,000 280 | 0.004 | 0.038 | 0.003 |30,000 260 | 0.003 | 0.035 0
0.2 2 10 30,000 230 | 0.004 | 0.038 | 0.003 |30,000 210 | 0.003 | 0.035 0
’ 1 5 30,000 310 | 0.005 | 0.038 | 0.004 |30,000 290 | 0.004 | 0.035 0
1° 1.5 7.5 | 30,000 200 | 0.004 | 0.038 | 0.003 |30,000 180 | 0.003 | 0.035 0
R0.05 2 10 30,000 140 | 0.003 | 0.038 | 0.002 | 30,000 130 | 0.002 | 0.035 0
30 1.5 7.5 | 30,000 280 | 0.005 | 0.038 | 0.004 |30,000 260 | 0.004 | 0.035 0
2 10 30,000 230 | 0.004 | 0.038 | 0.003 |30,000 210 | 0.003 | 0.035 0
1.5 5 30,000 390 | 0.006 | 0.075 | 0.003 |30,000 360 | 0.003 | 0.07 0
1° 2 6.7 | 30,000 300 | 0.006 | 0.075 | 0.002 |30,000 280 | 0.002 | 0.07 0
R0.03 3 10 30,000 230 | 0.004 | 0.075 | 0.002 |30,000 210 | 0.002 | 0.07 0
30 2 6.7 | 30,000 390 | 0.006 | 0.075 | 0.003 | 30,000 360 | 0.003 | 0.07 0
03 3 10 30,000 320 | 0.006 | 0.075 | 0.002 | 30,000 290 | 0.002 | 0.07 0
’ 1.5 5 30,000 390 | 0.006 | 0.075 | 0.005 |30,000 360 | 0.005 | 0.07 0
1° 2 6.7 | 30,000 300 | 0.006 | 0.075 | 0.003 |30,000 280 | 0.003 | 0.07 0
R0.05 3 10 30,000 230 | 0.004 | 0.075 | 0.002 |30,000 210 | 0.002 | 0.07 0
30 2 6.7 | 30,000 390 | 0.006 | 0.075 | 0.005 |30,000 360 | 0.005 | 0.07 0
3 10 30,000 320 | 0.006 | 0.075 | 0.004 | 30,000 290 | 0.004 | 0.07 0
4 8 30,000 600 | 0.007 | 0.12 0.005 | 30,000 560 | 0.005 | 0.112 0
5 10 21,000 510 | 0.006 | 0.12 0.004 | 21,000 480 | 0.004 | 0.112 0
1° 6 12 20,500 460 | 0.005 | 0.12 0.003 | 20,500 430 | 0.003 | 0.112 0
R0.05 8 16 20,500 390 | 0.003 | 0.09 0.002 | 20,500 360 | 0.002 | 0.084 0
’ 10 20 19,000 230 | 0.002 | 0.06 0.002 | 19,000 220 | 0.002 | 0.056 0
5 10 24,000 650 | 0.008 | 0.12 0.006 | 24,000 600 | 0.006 | 0.112 0
3° 8 16 24,000 590 | 0.006 | 0.12 0.005 | 24,000 550 | 0.005 | 0.112 0
05 10 20 24,000 570 | 0.006 | 0.12 0.004 | 24,000 530 | 0.004 | 0.112 0
’ 4 8 24,000 600 | 0.007 | 0.12 0.005 | 24,000 560 | 0.005 | 0.112 0
5 10 21,000 510 | 0.006 | 0.12 0.004 | 21,000 480 | 0.004 | 0.112 0
1° 6 12 20,500 460 | 0.005 | 0.12 0.003 | 20,500 430 | 0.003 | 0.112 0
RO.1 8 16 19,600 390 | 0.003 | 0.09 0.002 | 19,600 360 | 0.002 | 0.084 0
’ 10 20 19,000 230 | 0.002 | 0.06 0.002 | 19,000 220 | 0.002 | 0.056 0
5 10 24,000 650 | 0.008 | 0.12 0.006 | 24,000 600 | 0.006 | 0.112 0
3° 8 16 24,000 590 | 0.006 | 0.12 0.005 | 24,000 550 | 0.005 | 0.112 0
10 20 24,000 570 | 0.006 | 0.12 0.004 | 24,000 530 | 0.004 | 0.112 0
10 10 14,000 850 | 0.013 | 0.263 | 0.01 14,000 790 | 0.01 0.245 0
15 15 12,100 430 | 0.004 | 0.188 | 0.004 [12,100 400 | 0.004 | 0.175 0
RO.1 1° 20 20 11,000 310 | 0.003 | 0.075 | 0.003 | 11,000 300 | 0.003 | 0.07 0
’ 25 25 10,300 270 | 0.002 | 0.038 | 0.002 |10,300 250 | 0.002 | 0.035 0
30 30 9,800 230 | 0.002 | 0.023 | 0.002 9,800 220 | 0.002 | 0.021 0
3° 15 15 15,000 | 1,170 | 0.015 | 0.263 | 0.011 | 15,000 | 1,090 | 0.011 0.245 0
10 10 14,000 850 | 0.013 | 0.263 | 0.01 14,000 790 | 0.01 0.245 0
15 15 12,100 430 | 0.004 | 0.188 | 0.004 [12,100 400 | 0.004 | 0.175 0
1 R0.2 1° 20 20 11,000 310 | 0.003 | 0.075 | 0.003 | 11,000 300 | 0.003 | 0.07 0
’ 25 25 10,300 270 | 0.002 | 0.038 | 0.002 |10,300 250 | 0.002 | 0.035 0
30 30 9,800 230 | 0.002 | 0.023 | 0.002 9,800 220 | 0.002 | 0.021 0
3° 15 15 15,000 | 1,170 | 0.015 | 0.263 | 0.011 | 15,000 | 1,090 | 0.011 0.245 0
10 10 14,000 850 | 0.013 | 0.263 | 0.01 14,000 790 | 0.01 0.245 0
15 15 12,100 430 | 0.004 | 0.188 | 0.004 [12,100 400 | 0.004 | 0.175 0
R0.3 1° 20 20 11,000 310 | 0.003 | 0.075 | 0.003 | 11,000 300 | 0.003 | 0.07 0
) 25 25 10,300 270 | 0.002 | 0.038 | 0.002 |10,300 250 | 0.002 | 0.035 0
30 30 9,800 230 | 0.002 | 0.023 | 0.002 9,800 220 | 0.002 | 0.021 0
3° 15 15 15,000 | 1,170 | 0.015 | 0.263 | 0.011 ] 15,000 | 1,090 | 0.011 0.245 0
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tﬂﬁﬂ%ﬁ%#?ﬁ Recommended Conditions

Preh: %?EQ%FSt |
WEEIAA rehardened Steels
Work Material HPM-NAK
(~42HRC)
) B+ EIFINT  Semi-Finishing X EFINT  Finishing
o J1-F v BHTE | MR
Y V3~ — \ — N
Be | oo [emmer | TR B ome | wapm | A | BER | gosw | gaam | AL
Radius Angle Length LD Speed Feed Depth of Cut Allowance Speed Feed Depth of Cut Allowance
min” mm/min | @p mm de mm mm min” mm/min | @p mm 3e mm mm

15 10 12,600 860 | 0.021 | 0.413 | 0.017 | 12,600 810 | 0.017 | 0.385
1° 20 13.3 | 11,000 470 | 0.006 | 0.3 0.005 | 11,000 440 | 0.005 | 0.28

R0.2 30 | 20 | 9.400 | 320 | 0.004 | 0.113 | 0.003 | 9.400 | 300 | 0.003 | 0.105
3° | 20 | 133 | 14200 | 1,190 | 0.026 | 0413 | 002 |14200 | 1410 | 0.02 | 0.385
15 | 10 | 12,600 | 860 | 0.021 | 0.413 | 0.017 | 12,600 | 810 | 0.017 | 0.385
s | mos | 1° |20 | 133 11,000 470 | 0.006 | 0.3 | 0.005 [ 11,000 | 440 | 0.005 | 0.28
30 | 20 | 9400 | 320 | 0.004 | 0.113 | 0.003 | 9.400 | 300 | 0.003 | 0.105
3° | 20 | 133 | 14200 | 1,190 | 0.026 | 0.413 | 002 |14200 | 1,110 | 0.02 | 0.385
15 | 10 | 12600 | 860 | 0.021 | 0.413 | 0.017 |12.600 | 810 | 0.017 | 0.385
Ros | 10 |20 | 133 11,000 | 470 | 0.006 | 0.3 | 0.005 [ 11,000 | 440 | 0.005 | 0.28
' 30 | 20 | 9.400 | 320 | 0.004 | 0.113 | 0.003 | 9.400 | 300 | 0.003 | 0.105
3° | 20 | 133 | 14200 | 1,190 | 0.026 | 0413 | 002 |14200 | 1,410 | 0.02 | 0.385
20 | 10 10000 | 880 | 0026 | 0.525 | 0.02 |10.000 | 820 | 002 | 0.49
Rop | 1° 30 [ 15 | 7600 | 560 | 0.016 | 0.375 | 0.013 | 7.600 | 520 | 0.013 | 0.35
: 40 | 20 | 6300 330 | 0013 | 0.15 | 0.01 | 6.300 | 320 | 0.01 | 0.14
3 | 30 | 15 | 11500 1.180 | 0.03 | 0.525 | 0.023 | 11,500 | 1,100 | 0.023 | 0.49
20 | 10 10,000 | 880 | 0.026 | 0.525 | 0.02 | 10,000 | 820 | 0.02 | 0.49
, o3 | 1° |30 |15 | 7600 | 560 | 0.016 | 0.375 | 0.013 | 7,600 | 520 | 0.013 | 0.35
40 | 20 | 6300 330 | 0013 | 015 | 0.01 | 6.300 | 320 | 001 | 0.14
3 | 30 | 15 | 11500 | 1,180 | 0.03 | 0.525 | 0.023 | 11,500 | 1,100 | 0.023 | 0.49
20 | 10 |10.000 | 880 | 0.026 | 0.525 | 0.02 |10.000 | 820 | 0.02 | 0.49
o5 | 10 |30 |15 | 7600 560 | 0.016 | 0.375 | 0.013 | 7,600 | 520 | 0.013 | 0.35

40 20 6,300 330 | 0.013 | 0.15 0.01 6,300 320 | 0.01 0.14
3° 30 15 11,500 | 1,180 | 0.03 0.525 | 0.023 | 11,500 | 1,100 | 0.023 | 0.49
30 10 7,100 890 | 0.034 | 0.75 0.027 7,100 830 | 0.027 | 0.7
1 40 13.3 6,200 490 | 0.018 | 0.6 0.014 6,200 460 | 0.014 | 0.56
R0.2 50 16.7 5,600 400 | 0.015 | 0.45 0.011 5,600 370 | 0.011 0.42
60 20 5,200 340 | 0.013 | 0.225 | 0.01 5,200 320 | 0.01 0.21
3° 29.8 9.9 9,000 | 1,230 | 0.056 | 0.75 0.03 9,000 | 1,150 | 0.043 | 0.7
30 10 7,100 890 | 0.034 | 0.75 0.027 7,100 830 | 0.027 | 0.7
1° 40 13.3 6,200 490 | 0.018 | 0.6 0.014 6,200 460 | 0.014 | 0.56
3 R0.3 50 16.7 5,600 400 | 0.015 | 0.45 0.011 5,600 370 | 0.011 0.42
60 20 5,200 340 | 0.013 | 0.225 | 0.01 5,200 320 | 0.01 0.21
3° 29.9 10 9,000 | 1,230 | 0.056 | 0.75 0.03 9,000 | 1,150 | 0.043 | 0.7
30 10 7,100 890 | 0.034 | 0.75 0.027 7,100 830 | 0.027 | 0.7
1° 40 13.3 6,200 490 | 0.018 | 0.6 0.014 6,200 460 | 0.014 | 0.56
R0.5 50 16.7 5,600 400 | 0.015 | 0.45 0.011 5,600 370 | 0.011 0.42
60 20 5,200 340 | 0.013 | 0.225 | 0.01 5,200 320 | 0.01 0.21
3° 30.1 10 9,000 | 1,230 | 0.056 | 0.75 0.03 9,000 | 1,150 | 0.043 | 0.7
%1 YHAHEO, aplFE75EOLNIAGRS, aeldHFE 5 BONIAMREERUEY .
X2 MR IR ORFPREE (CEDENHISAT 2 FZEL TXUEE W,
%3 UUDENRETBHAE MEIEU THIBIZZHHEEL TTZE W,
x4 I-FEBETHIHIEENERZBAE. TIHISA Y-V (ZRESTRL T SRMER B LIICRTEL THEW,
x5 ZESEAOYIAR 7 IO—F 755k AUDIL (0F5E) U 5> 7 (R 252U ET .
%6 THFHMOREEEERENSEBLNMENSEFEERROREEZRUAIAT I TIREN,.
%7 THRESHUSEG BB ECHEBWTIR W,
%8 AANIAM -2 MeBRHLEY .
%9 SERVEPDEINT I BRI 71— bOIRIRELUIT DHRRCHERBL TUEEL,
%10 EURRBZOBIETY . AT TN TR ESRIGE (G0 TREEL TXEL,
P11 BRDIRUNN T3S 2 TERICHU. ST TZGREWIII) 0 TEEN L. SEREDOST 7T RIVTHITENARE(FELSIR)D
BZTY. gl L2 GREINT) OEROFAURCEU THIAHE XDREZAEL T T,
(fl) AT TAZCGREDINT): ¢ 3xR0O.5 = EXDIXULANT: ¢ 2xR0.2

OO0 |0|0O|0|0|0O|0O|0|0O|0O|0O|0O|0O|0|0O|0|0|0|0|0|0|0|0|0O|0|0|0|0|0|0|0|0|0O|0o|o|o|O

1,‘5—”5 % <1 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.
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.
35 Recommend to apply helical or ramping for approaching into axial direction.
%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.
37 Length of tool overhang must be as short as possible.
<8 Oil mist coolant is recommended.
%9 Coolant supply and chip disposal in the deep portion are very important.
%10 The stock allowance for this tool is a guideline. Please adjust it according to .
the machining condition of the previous process and the required accuracy. Dl’,’,ﬁ’;:.f:’;,,
311 The parameters for the Stock Removal (Inner Corner) process are reference values
based on the condition after roughing, where a corner radius end mill approximately
1.5 times larger than the tool used in this process was applied.
Please adjust the depth of cut and feed rate according to the amount of remaining
material from the previous roughing operation.
Example
Roughing: 3 x R0.5 = Stock removal (inner corner): ¢ 2 x R0.2 Depth of cut ae

Notes

| P EFNTE
‘ Semi-finishing process

/ A
Pt EF TR
ALK
stk ter
semi-finishing process
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HIEHESER  Recommended Conditions
= Har_'g%eﬁr%dgéﬂtﬁeels
Wo%r}fﬁlllja*tgrial HPM38-STAVAX-SKD61
(~55HRC)
‘ FHEWOAINT Roughing EXDFRUDNL  stock removal (Inner Corner)
) a-F = HTE | IMEE - = -
9[__1;{% HR Neck Taper l#\lndir BTFR @?Eéy KN TiAHS RUR t)]U(WF;‘ﬁE lﬁliﬁﬁiﬂ ENERE ABE UMK
SRR | Aee | ngh | DB | Mg | Feed | pephorow |nBuck o 88, | Poas | Feed | Dephoicw ook
min™ | mm/min | @ mm | @ mm mm |[mm*min| min" | mm/min | @ mm | @ mm mm
5 30,000{ 360 | 0.003 | 0.04 | 0.006 | 0.04 |30,000] 290 | 0.003 | 0.032 | 0.006
1° 1.5 7.5 [30,000/ 210 | 0.002 | 0.04 | 0.004 | 0.02 |30,000/ 170 | 0.002 | 0.032 | 0.004
R0.03 2 10 30,000 150 | 0.002 | 0.04 | 0.004 | 0.01 |30,000] 120 | 0.002 | 0.032 | 0.004
30 1.5 7.5 [30,000/ 320 | 0.003 | 0.04 | 0.005 | 0.04 |30,000/ 260 | 0.003 | 0.032 | 0.005
0.2 2 10 30,000 240 | 0.003 | 0.04 | 0.005 | 0.03 |30,000] 190 | 0.003 | 0.032 | 0.005
’ 1 5 30,000| 360 | 0.003 | 0.04 | 0.006 | 0.04 |30,000] 290 | 0.003 | 0.032 | 0.006
1° 1.5 7.5 [30,000/ 210 | 0.002 | 0.04 | 0.004 | 0.02 |30,000/ 170 | 0.002 | 0.032 | 0.004
R0.05 2 10 30,000 150 | 0.002 | 0.04 | 0.004 | 0.01 |30,000] 120 | 0.002 | 0.032 | 0.004
30 1.5 7.5 |[30,000] 320 | 0.003 | 0.04 | 0.005 | 0.04 [30,000| 260 | 0.003 | 0.032 | 0.005
2 10 30,000 240 | 0.003 | 0.04 | 0.005 | 0.03 |30,000/ 190 | 0.003 | 0.032 | 0.005
1.5 5 30,000{ 430 | 0.003 | 0.08 | 0.006 | 0.1 30,000 340 | 0.003 | 0.064 | 0.006
1° 2 6.7 30,000/ 320 | 0.003 | 0.08 | 0.005 | 0.08 |30,000/ 260 | 0.003 | 0.064 | 0.005
R0.03 3 10 26,300/ 200 | 0.002 | 0.08 | 0.004 | 0.03 |21,000/ 160 | 0.002 | 0.064 | 0.004
30 2 6.7 30,000/ 430 | 0.003 | 0.08 | 0.006 | 0.1 30,000/ 340 | 0.003 | 0.064 | 0.006
03 3 10 30,000 330 | 0.003 | 0.08 | 0.005 | 0.08 |30,000/ 260 | 0.003 | 0.064 | 0.005
’ 1.5 5 30,000f 430 | 0.003 | 0.08 | 0.006 | 0.1 30,000/ 340 | 0.003 | 0.064 | 0.006
1° 2 6.7 30,000/ 320 | 0.003 | 0.08 | 0.006 | 0.08 |30,000/ 260 | 0.003 | 0.064 | 0.006
R0.05 3 10 26,300/ 200 | 0.002 | 0.08 | 0.004 | 0.03 |21,000/ 160 | 0.002 | 0.064 | 0.004
30 2 6.7 30,000/ 430 | 0.003 | 0.08 | 0.006 | 0.1 30,000/ 340 | 0.003 | 0.064 | 0.006
3 10 30,000/ 330 | 0.003 | 0.08 | 0.006 | 0.08 [30,000f 260 | 0.003 | 0.064 | 0.006
4 8 25,000/ 690 | 0.006 | 0.15 | 0.012 | 0.62 |20,000/ 550 | 0.006 | 0.12 | 0.012
5 10 25,000/ 580 | 0.005 | 0.15 | 0.008 | 0.44 |20,000/ 460 | 0.005 | 0.12 | 0.008
1° 6 12 25,000/ 450 | 0.004 | 0.15 | 0.007 | 0.27 |20,000/ 360 | 0.004 | 0.12 | 0.007
R0.05 8 16 19,500/ 320 | 0.003 | 0.1 0.005 | 0.1 15,600/ 260 | 0.003 | 0.08 | 0.005
) 10 20 17,900/ 260 | 0.002 | 0.05 | 0.004 | 0.03 [14,300] 210 | 0.002 | 0.04 | 0.004
5 10 25,0000 750 | 0.007 | 0.15 | 0.012 | 0.79 |20,000/ 600 | 0.007 | 0.12 | 0.012
3° 8 16 25,000/ 660 | 0.006 | 0.15 | 0.01 0.59 [20,000] 530 | 0.006 | 0.12 | 0.01
05 10 20 25,000/ 620 | 0.005 | 0.15 | 0.009 | 0.47 |20,000/ 500 | 0.005 | 0.12 | 0.009
' 4 8 25,0000 690 | 0.006 | 0.15 | 0.01 0.62 |20,000/ 550 | 0.006 | 0.12 | 0.01
5 10 25,000/ 580 | 0.005 | 0.15 | 0.008 | 0.44 |20,000/ 460 | 0.005 | 0.12 | 0.008
1° 6 12 25,000/ 450 | 0.004 | 0.15 | 0.007 | 0.27 |20,000/ 360 | 0.004 | 0.12 | 0.007
RO.A 8 16 19,500/ 320 | 0.003 | 0.1 0.005 | 0.1 15,600/ 260 | 0.003 | 0.08 | 0.005
’ 10 20 17,900/ 260 | 0.002 | 0.05 | 0.004 | 0.03 [14,300] 210 | 0.002 | 0.04 | 0.004
5 10 25,000/ 750 | 0.007 | 0.15 | 0.012 | 0.79 |20,000/ 600 | 0.007 | 0.12 | 0.012
3° 8 16 25,0000 660 | 0.006 | 0.15 | 0.01 0.59 |20,000/ 530 | 0.006 | 0.12 | 0.01
10 20 25,000/ 620 | 0.005 | 0.15 | 0.009 | 0.47 |20,000/ 500 | 0.005 | 0.12 | 0.009
10 10 14,700/ 940 | 0.015 | 0.3 0.01 4.23 11,800 750 | 0.012 | 0.24 | 0.01
15 15 12,400/ 480 | 0.008 | 0.2 0.007 | 0.77 | 9,900/ 380 | 0.006 | 0.16 | 0.007
RO.A 1° 20 20 11,300/ 360 | 0.006 | 0.06 | 0.005 | 0.13 | 9,000] 290 | 0.004 | 0.048 | 0.005
’ 25 25 10,600/ 300 | 0.004 | 0.03 | 0.004 | 0.04 | 8,500| 240 | 0.003 | 0.024 | 0.004
30 30 10,100/ 260 | 0.002 | 0.02 | 0.004 | 0.01 8,100/ 210 | 0.002 | 0.016 | 0.004
3° 15 15 15,500 1,270 | 0.018 | 0.3 0.012 | 6.86 |12,400| 1,020 | 0.014 | 0.24 | 0.012
10 10 14,700/ 940 | 0.015 | 0.3 0.01 4.23 [ 11,800 750 | 0.012 | 0.24 | 0.01
15 15 12,400/ 480 | 0.008 | 0.2 0.007 | 0.77 | 9,900, 380 | 0.006 | 0.16 | 0.007
1 R0.2 1° 20 20 11,300/ 360 | 0.006 | 0.06 | 0.005 | 0.13 | 9,000] 290 | 0.004 | 0.048 | 0.005
) 25 25 10,600/ 300 | 0.004 | 0.03 | 0.004 | 0.04 | 8,500| 240 | 0.003 | 0.024 | 0.004
30 30 10,100/ 260 | 0.002 | 0.02 | 0.004 | 0.01 8,100/ 210 | 0.002 | 0.016 | 0.004
3° 15 15 15,500 1,270 | 0.018 | 0.3 0.012 | 6.86 |12,400| 1,020 | 0.014 | 0.24 | 0.012
10 10 14,700/ 940 | 0.015 | 0.3 0.01 4.23 [ 11,800 750 | 0.012 | 0.24 | 0.01
15 15 12,400/ 480 | 0.008 | 0.2 0.007 | 0.77 | 9,900, 380 | 0.006 | 0.16 | 0.007
R0.3 1° 20 20 11,300/ 360 | 0.006 | 0.06 | 0.005 | 0.13 | 9,000] 290 | 0.004 | 0.048 | 0.005
’ 25 25 10,600/ 300 | 0.004 | 0.03 | 0.004 | 0.04 | 8,500] 240 | 0.003 | 0.024 | 0.004
30 30 10,100/ 260 | 0.002 | 0.02 | 0.004 | 0.01 8,100/ 210 | 0.002 | 0.016 | 0.004
3° 15 15 15,500| 1,270 | 0.018 | 0.3 0.012 | 6.86 |12,400| 1,020 | 0.014 | 0.24 | 0.012
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MTNH430R

tﬂﬁﬂ%ﬁﬁ%ﬁ Recommended Conditions

HRHIAA
Work Material

SR 5

Hardened Steels

HPM38-STAVAX-SKD61

(~55HRC)
‘ FREWNNT Roughing EXD5RUNNT  Stock removal (Inner Corner)
. -7 . BHTE | MR
Radius | ~n9'€ Length LD Spoed | Feed Depth of Cut | Ajigwance | Renav Ree | Spoed | Feed Depth of Cut | Aowance
min™ | mm/min | @ mm | @ mm mm |[mm*min| min" | mm/min | @ mm | @ mm mm
15 10 12,700/ 950 | 0.025 | 0.5 0.028 | 11.88 | 10,200, 760 | 0.02 | 0.4 0.028
RO0.2 1° 20 13.3 (10,700 530 | 0.01 0.35 | 0.01 1.86 | 8,600/ 420 | 0.008 | 0.28 | 0.01
’ 30 20 8,600] 360 | 0.006 | 0.1 0.006 | 0.22 | 6,900/ 290 | 0.005 | 0.08 | 0.006
3° 20 13.3 | 14,900| 1,280 | 0.03 0.5 0.033 | 19.2 | 11,900 1,020 | 0.024 | 0.4 0.033
15 10 12,700/ 950 | 0.025 | 0.5 0.028 | 11.88 | 10,200 760 | 0.02 |04 0.028
15 R0.3 1° 20 13.3 | 10,700] 530 | 0.01 0.35 | 0.01 1.86 | 8,600/ 420 | 0.008 | 0.28 | 0.01
’ ' 30 20 8,600/ 360 | 0.006 | 0.1 0.006 | 0.22 | 6,900/ 290 | 0.005 | 0.08 | 0.006
3° 20 13.3 | 14,900| 1,280 | 0.03 0.5 0.033 | 19.2 | 11,900 1,020 | 0.024 | 0.4 0.033
15 10 12,700/ 950 | 0.025 | 0.5 0.028 | 11.88 | 10,200 760 | 0.02 |04 0.028
RO.5 1° 20 13.3 [ 10,700 530 | 0.01 0.35 | 0.01 1.86 | 8,600/ 420 | 0.008 | 0.28 | 0.01
: 30 20 8,600/ 360 | 0.006 | 0.1 0.006 | 0.22 | 6,900/ 290 | 0.005 | 0.08 | 0.006
3° 20 13.3 | 14,900| 1,280 | 0.03 0.5 0.033 | 19.2 | 11,900 1,020 | 0.024 | 0.4 0.033
20 10 10,800, 960 | 0.03 0.6 0.035 | 17.28 | 8,600, 770 | 0.024 | 0.48 | 0.035
RO0.2 1° 30 15 7,500/ 630 | 0.02 0.4 0.02 5.04 | 6,000f 500 | 0.016 | 0.32 | 0.02
’ 40 20 6,200f 370 0.015| 0.18 | 0.015 | 1 5,000f 300 | 0.012 | 0.144 | 0.015
3° 30 15 12,100| 1,270 | 0.035 | 0.6 0.041 | 26.67 | 9,700 1,020 | 0.028 | 0.48 | 0.041
20 10 10,800, 960 | 0.03 0.6 0.035 | 17.28 | 8,600 770 | 0.024 | 0.48 | 0.035
2 RO.3 1° 30 15 7,500 630 | 0.02 0.4 0.02 5.04 | 6,000/ 500 | 0.016 | 0.32 | 0.02
: 40 20 6,200 370 | 0.015 | 0.18 | 0.015 | 1 5,000/ 300 | 0.012 | 0.144 | 0.015
3° 30 15 12,100| 1,270 | 0.035 | 0.6 0.041 | 26.67 | 9,700/ 1,020 | 0.028 | 0.48 | 0.041
20 10 10,800, 960 | 0.03 0.6 0.035 | 17.28 | 8,600/ 770 | 0.024 | 0.48 | 0.035
RO.5 1° 30 15 7,500 630 | 0.02 0.4 0.02 5.04 | 6,000/ 500 | 0.016 | 0.32 | 0.02
’ 40 20 6,200f 370 | 0.015| 0.18 | 0.015 | 1 5,000f 300 | 0.012 | 0.144 | 0.015
3° 30 15 12,100| 1,270 | 0.035 | 0.6 0.041 | 26.67 | 9,700 1,020 | 0.028 | 0.48 | 0.041
30 10 7,400 970 | 0.04 0.8 0.041 | 31.04 | 5900/, 780 | 0.031 | 0.64 | 0.041
10 40 133 6,400 530 | 0.03 0.7 0.028 | 11.13 | 5,100/ 420 | 0.024 | 0.56 | 0.028
R0.2 50 16.7 5,800 430 | 0.025 | 0.5 0.024 | 538 | 4,600 340 0.02 |04 0.024
60 20 5,300/ 370 | 0.02 0.2 0.02 148 | 4,200/ 300 | 0.016 | 0.16 | 0.02
3° 29.8 9.9 9,200| 1,340 | 0.05 0.8 0.064 | 53.6 7,400| 1,070 | 0.04 | 0.64 | 0.064
30 10 7,400 970 | 0.04 0.8 0.041 | 31.04 | 5,900, 780 | 0.031 | 0.64 | 0.041
10 40 13.3 6,400, 530 | 0.03 0.7 0.028 | 11.13 | 5,100, 420 | 0.024 | 0.56 | 0.028
3 R0.3 50 16.7 5,800 430 | 0.025 | 0.5 0.024 | 5.38 | 4600, 340 |0.02 |04 0.024
60 20 5,300/ 370 | 0.02 0.2 0.02 148 | 4,200/ 300 | 0.016 | 0.16 | 0.02
3° 29.9 10 9,200| 1,340 | 0.05 0.8 0.064 | 53.6 7,400| 1,070 | 0.04 | 0.64 | 0.064
30 10 7,400 970 | 0.04 0.8 0.041 | 31.04 | 5,900 780 | 0.031 | 0.64 | 0.041
10 40 13.3 6,400 530 | 0.03 0.7 0.028 | 11.13 | 5,100/ 420 | 0.024 | 0.56 | 0.028
RO.5 50 16.7 5,800 430 ] 0.025| 0.5 0.024 | 538 | 4600, 340 0.02 |04 0.024
60 20 5,300 370 | 0.02 0.2 0.02 148 | 4,200 300 | 0.016 | 0.16 | 0.02
3° 30.1 10 9,200] 1,340 | 0.05 0.8 0.064 | 53.6 7,400| 1,070 | 0.04 | 0.64 | 0.064
K1 UBAHE0D. aplFESEIOULAHES, aelFHEAEOULAHFEERUET,
K2 BRI I ORFPRREE CLOUIHI 2 AZEL TIZE W,
K3 UUDENRETIHE> BHEICGU TR 2L TUZE 0,
X4 - EPE TUHIBRIN ARG E . UIHIEAPY )L (ZRECERU TR BRMER D LR EL TIZE W,
X5 ZESEINAOYHAH T TO-F A AUAIL (0F5E) R U, 5> (ER) 285 2HUET
%6 THFHROREEMEERMNSEELNENGEFEERROXDFEEZF VRIS T FIF KISV,
%7 TEZEEHURE BHEL ECHEIBRNTIZEN,
%8 AANIANI -T2 MeHREHLET .
%9 FRVEBDEIMNT I BEE. J—5> hOIEME LUTINCT OHEE (3 ERU TUIEEW,
%10 EZUREBEROBUBTY, 5l TIZON TIRARDERIBRE (CIHU THREEEL TUZEW,
11 BRDFERUNNT(AEA Y3 TERICHU, sl TAZGREWIN L) O T EEN L. SEREDOSZTATY RIVTITENZRE(FRSR) D
BZTY. 51 L2 GREWIN L) OEDIXUEICEU THEAH B POXRDREZFHEL TTF S0,
N (#1) AT TAZCGREWINT): ¢ 3xR0.5 = EDFXUINT: ¢ 2XR0.2
ﬂl?atj <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 Recommend to apply helical or ramping for approaching into axial direction.
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 Oil mist coolant is recommended.
%9 Coolant supply and chip disposal in the deep portion are very important.
%10 The stock allowance for this tool is a guideline. Please adjust it according to the machining condition of the previous process and the required accuracy.
%11 The parameters for the Stock Removal (Inner Corner) process are reference values based on the condition after roughing, where a corner radius end
mill approximately 1.5 times larger than the tool used in this process was applied.
Please adjust the depth of cut and feed rate according to the amount of remaining material from the previous roughing operation.
Example
Roughing: 3 x R0.5 = Stock removal (inner corner): ¢ 2 x R0.2

13



MTNH430R nrew

ﬂ]ﬁ“%ﬁ:ﬁ%i Recommended Conditions

i Har_'g%eﬁr%dgéﬂzels
Wot}f'lé\lllljeﬁrial HPM38-STAVAX-SKD61
(~55HRC)
Bt EIFINT  Semi-Finishing fEEFDIT  Finishing
w | BT | mm | ETR | JMEEEEE e \
M R Neacraper| Yrder | BER | EER | DABE BUR | BES e et | ALK
i Comer Angle Length i SSF;}'QE i Feed Depth of Cut Alock ot Feed Depth of Cut Alock

min” mm/min | @p mm de mm mm min” mm/min | @p mm 3e mm mm

1 5 30,000 270 | 0.003 | 0.03 0.003 | 30,000 | 250 0.003 | 0.028 0

1° 1.5 7.5 | 30,000 160 | 0.002 | 0.03 0.002 |30,000 | 150 0.002 | 0.028 0

R0.03 2 10 30,000 110 | 0.002 | 0.03 0.002 | 30,000 110 0.002 | 0.028 0

30 1.5 7.5 | 30,000 240 | 0.003 | 0.03 0.002 | 30,000 | 220 0.002 | 0.028 0

0.2 2 10 30,000 180 | 0.003 | 0.03 0.002 | 30,000 | 170 0.002 | 0.028 0

) 1 5 30,000 270 | 0.003 | 0.03 0.003 | 30,000 | 250 0.003 | 0.028 0

1° 1.5 7.5 | 30,000 160 | 0.002 | 0.03 0.002 | 30,000 | 150 0.002 | 0.028 0

R0.05 2 10 30,000 110 | 0.002 | 0.03 0.002 |30,000 | 110 0.002 | 0.028 0

30 1.5 7.5 | 30,000 240 | 0.003 | 0.03 0.002 | 30,000 | 220 0.002 | 0.028 0

2 10 30,000 180 | 0.003 | 0.03 0.002 | 30,000 | 170 0.002 | 0.028 0

1.5 5 30,000 320 | 0.003 | 0.06 0.003 | 30,000 | 300 0.003 | 0.056 0

1° 2 6.7 | 30,000 240 | 0.003 | 0.06 0.002 | 30,000 | 220 0.002 | 0.056 0

R0.03 3 10 21,000 150 | 0.002 | 0.06 0.002 | 21,000 | 140 0.002 | 0.056 0

30 2 6.7 | 30,000 320 | 0.003 | 0.06 0.003 | 30,000 | 300 0.003 | 0.056 0

03 3 10 30,000 250 | 0.003 | 0.06 0.002 | 30,000 | 230 0.002 | 0.056 0

) 1.5 5 30,000 320 | 0.003 | 0.06 0.003 | 30,000 | 300 0.003 | 0.056 0

1° 2 6.7 | 30,000 240 | 0.003 | 0.06 0.003 |30,000 | 220 0.003 | 0.056 0

R0.05 3 10 21,000 150 | 0.002 | 0.06 0.002 | 21,000 | 140 0.002 | 0.056 0

30 2 6.7 | 30,000 320 | 0.003 | 0.06 0.003 | 30,000 | 300 0.003 | 0.056 0

3 10 30,000 250 | 0.003 | 0.06 0.003 | 30,000 | 230 0.003 | 0.056 0

4 8 20,000 520 | 0.006 | 0.113 | 0.006 |20,000 | 480 0.006 | 0.105 0

5 10 20,000 440 | 0.005 | 0.113 | 0.003 | 20,000 | 410 0.003 | 0.105 0

1° 6 12 20,000 340 | 0.004 | 0.113 | 0.003 | 20,000 | 320 0.003 | 0.105 0

R0.05 8 16 15,600 240 | 0.003 | 0.075 | 0.002 | 15,600 | 220 0.002 | 0.07 0

) 10 20 14,300 200 | 0.002 | 0.038 | 0.002 | 14,300 | 180 0.002 | 0.035 0

5 10 20,000 560 | 0.007 | 0.113 | 0.005 |20,000 | 530 0.005 | 0.105 0

3° 8 16 20,000 500 | 0.006 | 0.113 | 0.004 |20,000 | 460 0.004 | 0.105 0

05 10 20 20,000 470 | 0.005 | 0.113 | 0.004 |20,000 | 430 0.004 | 0.105 0

’ 4 8 20,000 520 | 0.006 | 0.113 | 0.004 |20,000 | 480 0.004 | 0.105 0

5 10 20,000 440 | 0.005 | 0.113 | 0.003 | 20,000 | 410 0.003 | 0.105 0

1° 6 12 20,000 340 | 0.004 | 0.113 | 0.003 |20,000 | 320 0.003 | 0.105 0

RO.1 8 16 15,600 240 | 0.003 | 0.075 | 0.002 | 15,600 | 220 0.002 | 0.07 0

’ 10 20 14,300 200 | 0.002 | 0.038 | 0.002 | 14,300 | 180 0.002 | 0.035 0

5 10 20,000 560 | 0.007 | 0.113 | 0.005 |20,000 | 530 0.005 | 0.105 0

3° 8 16 20,000 500 | 0.006 | 0.113 | 0.004 |20,000 | 460 0.004 | 0.105 0

10 20 20,000 470 | 0.005 | 0.113 | 0.004 |20,000 | 430 0.004 | 0.105 0

10 10 11,800 700 | 0.006 | 0.225 | 0.004 | 11,800 | 650 0.004 | 0.21 0

15 15 9,900 360 | 0.004 | 0.15 0.003 | 9,900 | 340 0.003 | 0.14 0

RO 1° 20 20 9,000 270 | 0.003 | 0.045 | 0.002 | 9,000 | 250 0.002 | 0.042 0

) 25 25 8,500 230 | 0.002 | 0.023 | 0.002 | 8,500 | 210 0.002 | 0.021 0

30 30 8,100 200 | 0.002 | 0.015 | 0.002 | 8,100 | 180 0.002 | 0.014 0

3° 15 15 12,400 950 | 0.007 | 0.225 | 0.005 |[12,400 | 890 0.005 | 0.21 0

10 10 11,800 700 | 0.006 | 0.225 | 0.004 | 11,800 | 650 0.004 | 0.21 0

15 15 9,900 360 | 0.004 | 0.15 0.003 | 9,900 | 340 0.003 | 0.14 0

1 RO.2 1° 20 20 9,000 270 | 0.003 | 0.045 | 0.002 | 9,000 | 250 0.002 | 0.042 0

’ 25 25 8,500 230 | 0.002 | 0.023 | 0.002 | 8,500 | 210 0.002 | 0.021 0

30 30 8,100 200 | 0.002 | 0.015 | 0.002 | 8,100 | 180 0.002 | 0.014 0

3° 15 15 12,400 950 | 0.007 | 0.225 | 0.005 |[12,400 | 890 0.005 | 0.21 0

10 10 11,800 700 | 0.006 | 0.225 | 0.004 | 11,800 | 650 0.004 | 0.21 0

15 15 9,900 360 | 0.004 | 0.15 0.003 | 9,900 | 340 0.003 | 0.14 0

RO.3 1° 20 20 9,000 270 | 0.003 | 0.045 | 0.002 | 9,000 | 250 0.002 | 0.042 0

) 25 25 8,500 230 | 0.002 | 0.023 | 0.002 | 8,500 | 210 0.002 | 0.021 0

30 30 8,100 200 | 0.002 | 0.015 | 0.002 | 8,100 | 180 0.002 | 0.014 0

3° 15 15 12,400 950 | 0.007 | 0.225 | 0.005 [12,400 | 890 0.005 | 0.21 0
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tﬂﬁﬂ%ﬁ%#?ﬁ Recommended Conditions

%&ﬁu*z araene eels
Work Material HPM38-STAVAX-SKD61
(~55HRC)
) it EIFINT  Semi-Finishing X EFINT  Finishing
. -7 . BHTE | MR

e | EBeocrper| Y | BER EES g | guas BUR | BE® | omg | gmam U
Dia. Corner Angle Neck D)4 Spindle Feed Denth of Cut Stock Spindle Feod Denth of Cut Stock
Radius Length L/D Speed ee epth of Cu Allowance Speed ee epth of Lu Allowance
min” mm/min | @p mm de mm mm min” mm/min | @p mm 3e mm mm

15 10 10,200 710 | 0.016 | 0.375 | 0.012 | 10,200 | 660 | 0.012 | 0.35
1° 20 13.3 | 8,600 400 | 0.006 | 0.263 | 0.004 | 8,600 | 370 | 0.004 | 0.245

R0.2 30 | 20 | 6900 270 | 0.004 | 0.075 | 0.002 | 6.900 | 250 | 0.002 | 0.07
3 | 20 | 133 | 11900 | 960 | 0019 | 0.375 | 0.014 |11.900 | 900 | 0.014 | 0.35
15 | 10 10200 | 710 | 0.016 | 0.375 | 0.012 |10.200 | 660 | 0.012 | 0.35
s | mos | 1° |20 | 133 | 8600 400 | 0.006 | 0.263 | 0.004 | 8,600 | 370 | 0.004 | 0.245
30 | 20 | 6900 | 270 | 0.004 | 0.075 | 0.002 | 6.900 | 250 | 0.002 | 0.07
3 | 20 | 133 |11.900 | 960 | 0.019 | 0.375 | 0.014 | 11,900 | 900 | 0.014 | 0.35
15 | 10 10200 | 710 | 0.016 | 0.375 | 0.012 |10.200 | 660 | 0.012 | 0.35
Ros | 10 |20 | 133 | 8600 | 400 | 0.006 | 0.263 | 0.004 | 8,600 | 370 | 0.004 | 0.245
' 30 | 20 | 6900 270 | 0.004 | 0.075 | 0.002 | 6,900 | 250 | 0.002 | 0.07
3 | 20 | 133 |11.900 | 960 | 0.019 | 0.375 | 0.014 |11.900 | 900 | 0.014 | 0.35
20 | 10 | 8600 720 | 0.02 | 045 | 0.015 | 8.600 | 670 | 0.015 | 0.42
R0z | 1° 30 [ 15 | 6000 470 | 0.02 | 03 | 0.008 | 6,000 | 440 | 0.008 | 0.28
: 40 | 20 | 5000 280 | 0.009 | 0.135 | 0.006 | 5.000 | 260 | 0.006 | 0.126
3 | 30 | 15 | 9700| 950 | 0024 | 045 | 0017 | 9700 | 890 | 0.017 | 0.42
20 | 10 | 8600 720 | 0.02 | 045 | 0.015 | 8,600 | 670 | 0.015 | 0.42
, Ros | 1° |30 |15 | 6000 470 | 0012 | 03 | 0008 | 6,000 | 440 | 0.008 | 0.28
40 | 20 | 5000 280 | 0.009 | 0.135 | 0.006 | 5.000 | 260 | 0.006 | 0.126
3 | 30 | 15 | 9.700 | 950 | 0.024 | 045 | 0.017 | 9.700 | 890 | 0.017 | 0.42
20 | 10 | 8600 720 | 0.02 | 045 | 0.015 | 8.600 | 670 | 0.015 | 0.42
o5 | 10 |30 |15 | 6000 470 | 0.012 | 0.3 | 0.008 | 6,000 | 440 | 0.008 | 0.28

40 20 5,000 280 | 0.009 | 0.135 | 0.006 5,000 | 260 0.006 | 0.126
3° 30 15 9,700 950 | 0.024 | 0.45 0.017 9,700 890 0.017 | 0.42
30 10 5,900 730 | 0.024 | 0.6 0.017 5,900 680 0.017 | 0.56
1 40 13.3 5,100 400 | 0.016 | 0.525 | 0.012 5,100 370 0.012 | 0.49
R0.2 50 16.7 4,600 320 | 0.014 | 0.375 | 0.01 4,600 300 0.01 0.35
60 20 4,200 280 | 0.012 | 0.15 0.008 | 4,200 | 260 0.008 | 0.14
3° 29.8 9.9 7,400 | 1,010 | 0.037 | 0.6 0.027 7,400 940 0.027 | 0.56
30 10 5,900 730 | 0.024 | 0.6 0.017 5,900 680 0.017 | 0.56
1° 40 13.3 5,100 400 | 0.016 | 0.525 | 0.012 5,100 370 0.012 | 0.49
3 R0.3 50 16.7 4,600 320 | 0.014 | 0.375 | 0.01 4,600 300 0.01 0.35
60 20 4,200 280 | 0.012 | 0.15 0.008 | 4,200 | 260 0.008 | 0.14
3° 29.9 10 7,400 | 1,010 | 0.037 | 0.6 0.027 7,400 940 0.027 | 0.56
30 10 5,900 730 | 0.024 | 0.6 0.017 5,900 680 0.017 | 0.56
1° 40 13.3 5,100 400 | 0.016 | 0.525 | 0.012 5,100 370 0.012 | 0.49
R0.5 50 16.7 4,600 320 | 0.014 | 0.375 | 0.01 4,600 300 0.01 0.35
60 20 4,200 280 | 0.012 | 0.15 0.008 | 4,200 | 260 0.008 | 0.14
3° 30.1 10 7,400 | 1,010 | 0.037 | 0.6 0.027 7,400 940 0.027 | 0.56
%1 YHAHEO, aplFE75EOLNIAGRS, aeldHFE 5 BONIAMREERUEY .
X2 MR IR ORFPREE (CEDENHISAT 2 FZEL TXUEE W,
%3 UUDENRETBHAE MEIEU THIBIZZHHEEL TTZE W,
x4 I-FEBETHIHIEENERZBAE. TIHISA Y-V (ZRESTRL T SRMER B LIICRTEL THEW,
x5 ZESEAOYIAR 7 IO—F 755k AUDIL (0F5E) U 5> 7 (R 252U ET .
%6 THFHMOREEEERENSEBLNMENSEFEERROREEZRUAIAT I TIREN,.
%7 THRESHUSEG BB ECHEBWTIR W,
%8 AANIAM -2 MeBRHLEY .
%9 SERVEPDEINT I BRI 71— bOIRIRELUIT DHRRCHERBL TUEEL,
%10 EURRBZOBIETY . AT TN TR ESRIGE (G0 TREEL TXEL,
P11 BRDIRUNN T3S 2 TERICHU. ST TZGREWIII) 0 TEEN L. SEREDOST 7T RIVTHITENARE(FELSIR)D
BZTY. gl L2 GREINT) OEROFAURCEU THIAHE XDREZAEL T T,
(fl) AT TAZCGREDINT): ¢ 3xR0O.5 = EXDIXULANT: ¢ 2xR0.2

OO0 |0|0O|0|0O|0O|0O|0|0O|0O|0O|0O|0|0|0O|0|0|0|0|0|0|0|0|0O|0|0|0|0|0|0|0|O|0|o|o|o|o

1,‘5—”5 % <1 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.
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.
35 Recommend to apply helical or ramping for approaching into axial direction.
%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.
37 Length of tool overhang must be as short as possible.
<8 Oil mist coolant is recommended.
%9 Coolant supply and chip disposal in the deep portion are very important.
%10 The stock allowance for this tool is a guideline. Please adjust it according to .
the machining condition of the previous process and the required accuracy. Dl’,’,ﬁ’;:.f:’;,,
311 The parameters for the Stock Removal (Inner Corner) process are reference values
based on the condition after roughing, where a corner radius end mill approximately
1.5 times larger than the tool used in this process was applied.
Please adjust the depth of cut and feed rate according to the amount of remaining
material from the previous roughing operation.
Example
Roughing: 3 x R0.5 = Stock removal (inner corner): ¢ 2 x R0.2 Depth of cut ae

Notes

| P EFNTE
‘ Semi-finishing process

/ A
Pt EF TR
ALK
stk ter
semi-finishing process
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HIEHESER  Recommended Conditions
= Har_'g%eﬁr%dgéﬂtﬁeels
Wo%r}fﬁlllja*tgrial SKD11-PD613
(~62HRC)
‘ FHEWOAINT Roughing EXDFRUDNL  stock removal (Inner Corner)
) a-F = HTE | IMEE - = -
9[__1;{% HR Neck Taper l#\lndir BTFR @?Eéy KN TiAHS RUR t)]U(WF;‘ﬁE lﬁliﬁﬁiﬂ ENERE ABE UMK
SRR | Aee | ngh | DB | Mg | Feed | pephorow |nBuck o 88, | Poas | Feed | Dephoicw ook
min™ | mm/min | @ mm | @ mm mm |[mm*min| min" | mm/min | @ mm | @ mm mm
5 30,000{ 280 | 0.003 | 0.02 | 0.004 | 0.017 | 30,000| 260 | 0.002 | 0.018 | 0.004
1° 1.5 7.5 30,000/ 170 | 0.002 | 0.02 | 0.002 | 0.007 | 30,000/ 150 | 0.001 | 0.018 | 0.002
R0.03 2 10 30,000 120 | 0.001 | 0.02 | 0.002 | 0.002 |30,000| 110 | 0.001 | 0.018 | 0.002
30 1.5 7.5 30,000/ 250 | 0.002 | 0.02 | 0.004 | 0.01 |30,000/ 230 | 0.002 | 0.018 | 0.004
0.2 2 10 30,000{ 200 | 0.002 | 0.02 | 0.003 | 0.008 |30,000| 180 | 0.002 | 0.018 | 0.003
’ 1 5 30,000{ 280 | 0.003 | 0.02 | 0.005 | 0.017 | 30,000| 260 | 0.003 | 0.018 | 0.005
1° 1.5 7.5 [30,000f 170 | 0.002 | 0.02 | 0.004 | 0.007 | 30,000/ 150 | 0.002 | 0.018 | 0.004
R0.05 2 10 30,000 120 | 0.002 | 0.02 | 0.002 | 0.005 | 30,000| 110 | 0.001 | 0.018 | 0.002
30 1.5 7.5 |/30,000] 250 | 0.003 | 0.02 | 0.005 | 0.015 [30,000| 230 | 0.003 | 0.018 | 0.005
2 10 30,000{ 200 | 0.003 | 0.02 | 0.004 | 0.012 | 30,000| 180 | 0.002 | 0.018 | 0.004
1.5 5 30,000 360 | 0.003 | 0.04 | 0.005 | 0.04 |30,000] 320 | 0.003 | 0.036 | 0.005
1° 2 6.7 30,000/ 230 | 0.003 | 0.04 | 0.005 | 0.03 |30,000/ 210 | 0.003 | 0.036 | 0.005
R0.03 3 10 26,300/ 160 | 0.002 | 0.04 | 0.003 | 0.01 |21,000/ 150 | 0.002 | 0.036 | 0.003
30 2 6.7 30,000/ 350 | 0.003 | 0.04 | 0.005 | 0.04 |30,000/ 310 | 0.003 | 0.036 | 0.005
03 3 10 30,000{ 280 | 0.003 | 0.04 | 0.005 | 0.03 |30,000| 250 | 0.003 | 0.036 | 0.005
’ 1.5 5 30,000 360 | 0.003 | 0.04 | 0.005 | 0.04 |30,000| 320 | 0.003 | 0.036 | 0.005
1° 2 6.7 30,000/ 230 | 0.003 | 0.04 | 0.005 | 0.03 |30,000/ 210 | 0.003 | 0.036 | 0.005
R0.05 3 10 26,300/ 160 | 0.002 | 0.04 | 0.003 | 0.01 |21,000/ 150 | 0.002 | 0.036 | 0.003
30 2 6.7 30,000/ 350 | 0.003 | 0.04 | 0.005 | 0.04 |30,000/ 310 | 0.003 | 0.036 | 0.005
3 10 30,000 240 | 0.003 | 0.04 | 0.005 | 0.03 |30,000| 220 | 0.003 | 0.036 | 0.005
4 8 23,000/ 590 | 0.004 | 01 0.007 | 0.24 18,400, 530 | 0.004 | 0.09 | 0.007
5 10 23,000/ 370 | 0.003 | 0.1 0.005 | 0.11 18,400/ 340 | 0.003 | 0.09 | 0.005
1° 6 12 23,000/ 320 | 0.003 | 0.1 0.004 | 01 18,400 290 | 0.002 | 0.09 | 0.004
R0.05 8 16 17,500/ 210 | 0.002 | 0.07 | 0.004 | 0.03 [14,000] 190 | 0.002 | 0.056 | 0.004
) 10 20 15,900/ 190 | 0.002 | 0.03 | 0.004 | 0.01 [12,700] 170 | 0.002 | 0.027 | 0.004
5 10 23,000/ 650 | 0.005 | 0.1 0.008 | 0.33 | 18,400, 580 | 0.004 | 0.09 | 0.008
3° 8 16 23,000/ 570 | 0.004 | 01 0.006 | 0.23 18,400, 510 | 0.003 | 0.09 | 0.006
05 10 20 23,000/ 520 | 0.004 | 01 0.006 | 0.21 18,400, 470 | 0.003 | 0.09 | 0.006
' 4 8 23,000/ 590 | 0.004 | 01 0.007 | 0.24 18,400, 530 | 0.004 | 0.09 | 0.007
5 10 23,000/ 370 | 0.003 | 0.1 0.005 | 0.11 18,400/ 340 | 0.003 | 0.09 | 0.005
1° 6 12 23,000/ 320 | 0.003 | 01 0.004 | 01 18,400/ 290 | 0.002 | 0.09 | 0.004
RO.A 8 16 17,500/ 210 | 0.002 | 0.07 | 0.004 | 0.03 [14,000] 190 | 0.002 | 0.056 | 0.004
’ 10 20 15,900/ 190 | 0.002 | 0.03 | 0.004 | 0.01 [12,700| 170 | 0.002 | 0.027 | 0.004
5 10 23,000/ 650 | 0.005 | 0.1 0.008 | 0.33 | 18,400, 580 | 0.004 | 0.09 | 0.008
3° 8 16 23,000/ 570 | 0.004 | 01 0.006 | 0.23 18,400, 510 | 0.003 | 0.09 | 0.006
10 20 23,000/ 520 | 0.004 | 01 0.006 | 0.21 18,400, 470 | 0.003 | 0.09 | 0.006
10 10 12,700/ 800 | 0.008 | 0.25 | 0.005 | 1.6 10,200, 720 | 0.006 | 0.225 | 0.005
15 15 10,600/ 410 | 0.005 | 0.12 | 0.004 | 0.25 8,500, 370 | 0.004 | 0.108 | 0.004
RO.A 1° 20 20 9,700/ 260 | 0.004 | 0.05 | 0.004 | 0.05 7,800/ 250 | 0.003 | 0.045 | 0.004
’ 25 25 9,100/ 260 | 0.003 | 0.025 | 0.004 | 0.02 7,300/ 230 | 0.002 | 0.023 | 0.004
30 30 8,700/ 230 | 0.002 | 0.015 | 0.004 | 0.01 7,000/ 200 | 0.002 | 0.014 | 0.004
3° 15 15 13,500| 1,020 | 0.009 | 0.25 | 0.006 | 2.3 10,800/ 910 | 0.007 | 0.225 | 0.006
10 10 12,700/ 800 | 0.008 | 0.25 | 0.005 | 1.6 10,200, 720 | 0.006 | 0.225 | 0.005
15 15 10,600/ 410 | 0.005 | 0.12 | 0.004 | 0.25 8,500, 370 | 0.004 | 0.108 | 0.004
1 R0.2 1° 20 20 9,700/ 260 | 0.004 | 0.05 | 0.004 | 0.05 7,800/ 250 | 0.003 | 0.045 | 0.004
) 25 25 9,100/ 260 | 0.003 | 0.025 | 0.004 | 0.02 7,300/ 230 | 0.002 | 0.023 | 0.004
30 30 8,700/ 230 | 0.002 | 0.015 | 0.004 | 0.01 7,000/ 200 | 0.002 | 0.014 | 0.004
3° 15 15 13,500/ 1,020 | 0.009 | 0.25 | 0.006 | 2.3 10,800/ 910 | 0.007 | 0.225 | 0.006
10 10 12,700/ 800 | 0.008 | 0.25 | 0.005 | 1.6 10,200, 720 | 0.006 | 0.225 | 0.005
15 15 10,600/ 410 | 0.005 | 0.12 | 0.004 | 0.25 8,500/ 370 | 0.004 | 0.108 | 0.004
R0.3 1° 20 20 9,700/ 260 | 0.004 | 0.05 | 0.004 | 0.05 7,800/ 250 | 0.003 | 0.045 | 0.004
’ 25 25 9,100, 260 | 0.003 | 0.025 | 0.004 | 0.02 7,300/ 230 | 0.002 | 0.023 | 0.004
30 30 8,700/ 230 | 0.002 | 0.015 | 0.004 | 0.01 7,000/ 200 | 0.002 | 0.014 | 0.004
3° 15 15 13,500] 1,020 | 0.009 | 0.25 | 0.006 | 2.3 10,800, 910 | 0.007 | 0.225 | 0.006
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MTNH430R

tﬂﬁﬂ%ﬁﬁ%ﬁ Recommended Conditions

o hEfE
HeHIAA Hardened Steels
Work Material SKD11-PD613
(~62HRC)

; ‘ FREWNNT Roughing EXD5RUNNT  Stock removal (Inner Corner)
- -7 . BHTE | MR
z sz — N = — N
B AR el Mo | TLE O lame | umom | AL DORE BEX |nes | gusm | AL
Radius 9 Length L/D Speed Feed Depth of Cut Allowance | Removal Rate | ~ Speed Feed Depth of Cut Allowance
min™ | mm/min | @ mm | @ mm mm |[mm*min| min" | mm/min | @ mm | @ mm mm

15 10 10,700| 810 | 0.017 | 0.4 0.017 | 5.51 8,600| 730 | 0.013 | 0.36 | 0.017
1° 20 13.3 | 8,800| 430 | 0.007 | 0.3 0.007 | 0.9 7,000) 380 | 0.005 | 0.27 | 0.007

R0.2 30 20 6,800/ 270 | 0.004 | 0.08 | 0.004 | 0.09 | 5,400| 250 | 0.003 | 0.072 | 0.004
3° 20 13.3 [[12,900| 1,090 | 0.025 | 0.4 0.024 [10.9 10,300] 980 | 0.02 | 0.36 | 0.024
15 10 10,700| 810 | 0.017 | 0.4 0.017 | 5.51 8,600| 730 | 0.013 | 0.36 | 0.017
15 R0.3 1° 20 13.3 | 8,800| 430 | 0.007 | 0.3 0.007 | 0.9 7,000| 380 | 0.005 | 0.27 | 0.007
30 20 6,800 270 | 0.004 | 0.08 | 0.004 | 0.09 | 5,400] 250 | 0.003 | 0.072 | 0.004
3° 20 13.3 [12,900| 1,090 | 0.025 | 0.4 0.024 {10.9 10,300| 980 | 0.02 | 0.36 | 0.024
15 10 10,700/ 810 | 0.017 | 0.4 0.017 | 5.51 8,600| 730 | 0.013 | 0.36 | 0.017
RO.5 1° 20 13.3 | 8,800| 430 | 0.007 | 0.3 0.007 | 0.9 7,000| 380 | 0.005 | 0.27 | 0.007
' 30 20 6,800 270 | 0.004 | 0.08 | 0.004 | 0.09 | 5,400| 250 | 0.003 | 0.072 | 0.004
3° 20 13.3 [[12,900| 1,090 | 0.025 | 0.4 0.024 [10.9 10,300] 980 | 0.02 | 0.36 | 0.024
20 10 9,300| 820 | 0.02 0.5 0.024 | 8.2 7,400| 740 | 0.016 | 0.45 | 0.024
RO0.2 1° 30 15 6,600, 500 | 0.01 0.3 0.009 | 1.5 5,300/ 450 | 0.008 | 0.27 | 0.009
40 20 5,600 280 | 0.008 | 0.15 | 0.005 | 0.34 | 4,500, 260 | 0.006 | 0.135 | 0.005
3° 30 15 10,300| 1,090 | 0.025 | 0.5 0.03 [13.63 | 8,200/ 980 | 0.02 | 0.45 | 0.03
20 10 9,300| 820 | 0.02 0.5 0.024 | 8.2 7,400| 740 | 0.016 | 0.45 | 0.024
2 RO.3 1° 30 15 6,600| 500 | 0.01 0.3 0.009 | 1.5 5,300| 450 | 0.008 | 0.27 | 0.009
40 20 5,600 280 | 0.008 | 0.15 | 0.005 | 0.34 | 4,500, 260 | 0.006 | 0.135 | 0.005
3° 30 15 10,300| 1,090 | 0.025 | 0.5 0.03 [13.63 | 8,200/ 980 | 0.02 | 0.45 | 0.03
20 10 9,300| 820 | 0.02 0.5 0.024 | 8.2 7,400| 740 | 0.016 | 0.45 | 0.024
RO.5 1° 30 15 6,600| 500 | 0.01 0.3 0.009 | 1.5 5,300| 450 | 0.008 | 0.27 | 0.009

40 20 5,600] 280 | 0.008 | 0.15 | 0.005 | 0.34 | 4,500, 260 | 0.006 | 0.135 | 0.005
3° 30 15 10,300| 1,090 | 0.025 | 0.5 0.03 [13.63 | 8,200/ 980 | 0.02 | 0.45 | 0.03

30 10 6,400| 830 | 0.025 | 0.7 0.026 |[14.53 | 5,100, 750 | 0.02 | 0.63 | 0.026
10 40 13.3 | 5,500] 430 | 0.015| 0.6 0.017 | 3.87 | 4,400| 380 | 0.012 | 0.54 | 0.017
R0.2 50 16.7 | 4,900| 340 0.012 | 04 0.014 | 163 | 3,900, 310 | 0.009 | 0.36 | 0.014
60 20 4,600, 290 | 0.01 0.18 | 0.012 | 0.52 | 3,700/ 260 | 0.008 | 0.162 | 0.012
3° 29.8 9.9 | 7,900| 1,160 | 0.04 0.7 0.06 3248 | 6,300| 1,040 | 0.037 | 0.63 | 0.06

30 10 6,400| 830 | 0.025 | 0.7 0.026 [14.53 | 5,100 750 | 0.02 | 0.63 | 0.026
10 40 13.3 | 5,500] 430 0.015| 0.6 0.017 | 3.87 | 4,400, 380 | 0.012 | 0.54 | 0.017
3 R0.3 50 16.7 | 4900| 340 0.012 | 04 0.014 | 163 | 3,900, 310 | 0.009 | 0.36 | 0.014
60 20 4,600, 290 | 0.01 0.18 | 0.012 | 0.52 | 3,700/ 260 | 0.008 | 0.162 | 0.012
3° 29.9 10 7,900| 1,160 | 0.04 0.7 0.06 [32.48 | 6,300 1,040 | 0.037 | 0.63 | 0.06

30 10 6,400| 830 | 0.025 | 0.7 0.026 [14.53 | 5,100 750 | 0.02 | 0.63 | 0.026
10 40 13.3 | 5,500| 430 | 0.015 | 0.6 0.017 | 3.87 | 4,400, 380 | 0.012 | 0.54 | 0.017
R0.5 50 16.7 | 4900| 340 )0.012 | 04 0.014 | 1.63 | 3,900, 310 | 0.009 | 0.36 | 0.014
60 20 4,600, 290 | 0.01 0.18 | 0.012 | 0.52 | 3,700| 260 | 0.008 | 0.162 | 0.012
3° 30.1 10 7,900] 1,160 | 0.04 0.7 0.06 3248 | 6,300 1,040 | 0.037 | 0.63 | 0.06

%1 YHAHEOD, aplFE75EOLIAGRS, aeldFE 5 BONIAMREERUEY .
K2 HERBIIE OIRHIA OREPRIEE CEOUIBISAH 2 HEEL T4,
%3 UUDENFET BIHEE MEICTEU THIHISR 2R L TS0,
x4 I-FEBETYHIRRNEMRSBEE IHIREPY -/ ZBECERL THIHIBRMECR DL SISREL TUZEN,.
%5 ZER7SADENAH 7 TO—-F 735 AUDIL (35E) BU, 527 (ER) #8582 LES .
%6  TAFHOREEHEERENSEELIENSSEEERMOENREZBCEIGT T TN,
%7 THEZESHUREMEY ECHZBROTIZEN,
X8 AMNZAN -2 MeBRHLET,
%9 RVEPDENMTLT I DML 71— MORSHBLUEINCT DRFHICHERU TREW,
%10 HURIEBZOMIETY . 51 TAROI TIRAEDLESRIGE O THEEL TV,
P11 BRDIRUNN T3S 2 TERICHU, S1TZGREII) 0 TEEN L. SEREDOST 7T RIVTITENARE( T ELSIR)D
B%TY. f LI2 GREINT) OEROFAURCEU THIAHEDEDREZRELTFE,
. (1) AT TA2GREDAIT): ¢ 3xR0.5 = EXOFXUANT: ¢ 2xR0.2
B
Notes <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 Recommend to apply helical or ramping for approaching into axial direction.
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 Oil mist coolant is recommended.
%9 Coolant supply and chip disposal in the deep portion are very important.
%10 The stock allowance for this tool is a guideline. Please adjust it according to the machining condition of the previous process and the required accuracy.
%11 The parameters for the Stock Removal (Inner Corner) process are reference values based on the condition after roughing, where a corner radius end
mill approximately 1.5 times larger than the tool used in this process was applied.
Please adjust the depth of cut and feed rate according to the amount of remaining material from the previous roughing operation.
Example
Roughing: 3 x R0.5 = Stock removal (inner corner): ¢ 2 x R0.2
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HIZHSER Recommended Conditions
= Har_'g%eﬁr%dgéﬂzels
Wo%r}f'lé\lllljegrial SKD11-PD613
(~62HRC)
Bt EIFINT  Semi-Finishing fEEFDIT  Finishing
. 1-+ . HTE | IMEE - -
BE | R eorper| Y | BER ] EER | e | guos BUL | DR | poew | gasm B
i Comer Angle Length i SSF:)“;S'; Feed Depth of Cut Alock ot Feed Depth of Cut Alock
min” mm/min | @p mm de mm mm min” mm/min | @p mm 3e mm mm

5 30,000 220 0.002 | 0.015 | 0.002 | 30,000 200 0.002 | 0.014 0
1° 1.5 7.5 | 30,000 140 0.001 | 0.015 | 0.001 |30,000 120 0.001 | 0.014 0
R0.03 2 10 30,000 100 0.001 | 0.015 | 0.001 |30,000 80 0.001 | 0.014 0
30 1.5 7.5 | 30,000 200 0.002 | 0.015 | 0.002 | 30,000 180 0.002 | 0.014 0
0.2 2 10 30,000 160 0.002 | 0.015 | 0.001 |30,000 140 0.001 | 0.014 0
’ 1 5 30,000 220 0.003 | 0.015 | 0.002 | 30,000 200 0.002 | 0.014 0
1° 1.5 7.5 | 30,000 140 0.002 | 0.015 | 0.002 | 30,000 120 0.002 | 0.014 0
R0.05 2 10 30,000 100 0.001 | 0.015 | 0.001 |30,000 80 0.001 | 0.014 0
30 1.5 7.5 | 30,000 200 0.003 | 0.015 | 0.002 | 30,000 180 0.002 | 0.014 0
2 10 30,000 160 0.002 | 0.015 | 0.002 | 30,000 140 0.002 | 0.014 0
1.5 5 30,000 290 0.003 | 0.03 0.002 | 30,000 250 0.002 | 0.028 0
1° 2 6.7 | 30,000 180 0.003 | 0.03 0.002 | 30,000 160 0.002 | 0.028 0
R0.03 3 10 21,000 130 0.002 | 0.03 0.001 | 21,000 110 0.001 | 0.028 0
30 2 6.7 | 30,000 280 0.003 | 0.03 0.002 | 30,000 250 0.002 | 0.028 0
03 3 10 30,000 220 0.003 | 0.03 0.002 | 30,000 200 0.002 | 0.028 0
’ 1.5 5 30,000 290 0.003 | 0.03 0.002 | 30,000 250 0.002 | 0.028 0
1° 2 6.7 | 30,000 180 0.003 | 0.08 0.002 | 30,000 160 0.002 | 0.028 0
R0.05 3 10 21,000 130 0.002 | 0.03 0.001 | 21,000 110 0.001 | 0.028 0
30 2 6.7 | 30,000 280 0.003 | 0.03 0.002 | 30,000 250 0.002 | 0.028 0
3 10 30,000 190 0.003 | 0.03 0.002 | 30,000 170 0.002 | 0.028 0
4 8 18,400 | 470 0.004 | 0.075 | 0.003 | 18,400 410 0.003 | 0.07 0
5 10 18,400 300 0.003 | 0.075 | 0.002 |18,400 260 0.002 | 0.07 0
1° 6 12 18,400 260 0.002 | 0.075 | 0.002 |18,400 220 0.002 | 0.07 0
R0.05 8 16 14,000 170 0.002 | 0.053 | 0.002 | 14,000 150 0.002 | 0.049 0
’ 10 20 12,700 150 0.002 | 0.023 | 0.002 |[12,700 130 0.002 | 0.021 0
5 10 18,400 520 0.004 | 0.075 | 0.004 | 18,400 460 0.004 | 0.07 0
3° 8 16 18,400 | 460 0.003 | 0.075 | 0.003 | 18,400 400 0.003 | 0.07 0
05 10 20 18,400 | 420 0.003 | 0.075 | 0.003 | 18,400 360 0.003 | 0.07 0
’ 4 8 18,400 | 470 0.004 | 0.075 | 0.003 | 18,400 410 0.003 | 0.07 0
5 10 18,400 300 0.003 | 0.075 | 0.002 |18,400 260 0.002 | 0.07 0
1° 6 12 18,400 260 0.002 | 0.075 | 0.002 |18,400 220 0.002 | 0.07 0
RO.1 8 16 14,000 170 0.002 | 0.053 | 0.002 | 14,000 150 0.002 | 0.049 0
’ 10 20 12,700 150 0.002 | 0.023 | 0.002 |[12,700 130 0.002 | 0.021 0
5 10 18,400 520 0.004 | 0.075 | 0.004 |18,400 460 0.004 | 0.07 0
3° 8 16 18,400 | 460 0.003 | 0.075 | 0.003 | 18,400 400 0.003 | 0.07 0
10 20 18,400 | 420 0.003 | 0.075 | 0.003 | 18,400 360 0.003 | 0.07 0
10 10 10,200 630 0.003 | 0.188 | 0.002 |10,200 550 0.002 | 0.175 0
15 15 8,500 330 0.002 | 0.09 0.002 8,500 290 0.002 | 0.084 0
RO 1° 20 20 7,800 230 0.002 | 0.038 | 0.002 7,800 200 0.002 | 0.035 0
’ 25 25 7,300 210 0.002 | 0.019 | 0.002 7,300 180 0.002 | 0.018 0
30 30 7,000 180 0.002 | 0.0M1 0.002 7,000 160 0.002 | 0.011 0
3° 15 15 10,800 820 0.004 | 0.188 | 0.002 | 10,800 710 0.002 | 0.175 0
10 10 10,200 630 0.003 | 0.188 | 0.002 |10,200 550 0.002 | 0.175 0
15 15 8,500 330 0.002 | 0.09 0.002 8,500 290 0.002 | 0.084 0
1 RO.2 1° 20 20 7,800 230 0.002 | 0.038 | 0.002 7,800 200 0.002 | 0.035 0
’ 25 25 7,300 210 0.002 | 0.019 | 0.002 7,300 180 0.002 | 0.018 0
30 30 7,000 180 0.002 | 0.0M1 0.002 7,000 160 0.002 | 0.011 0
3° 15 15 10,800 820 0.004 | 0.188 | 0.002 |10,800 710 0.002 | 0.175 0
10 10 10,200 630 0.003 | 0.188 | 0.002 |10,200 550 0.002 | 0.175 0
15 15 8,500 330 0.002 | 0.09 0.002 8,500 290 0.002 | 0.084 0
RO.3 1° 20 20 7,800 230 0.002 | 0.038 | 0.002 7,800 200 0.002 | 0.035 0
: 25 25 7,300 210 0.002 | 0.019 | 0.002 7,300 180 0.002 | 0.018 0
30 30 7,000 180 0.002 | 0.0M1 0.002 7,000 160 0.002 | 0.011 0
3° 15 15 10,800 820 0.004 | 0.188 | 0.002 | 10,800 710 0.002 | 0.175 0
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MTNH430R

tﬂﬁﬂ%ﬁ%#?ﬁ Recommended Conditions

Hataures el
w4 ardened Steels
Work Material SKD11-PD613
(~62HRC)
) it EIFINT  Semi-Finishing X EFINT  Finishing

- J1-F v BHTE | MR . -

Radius Angle Length LD Speed Feed Depth of Cut Allowance Speed Feed Depth of Cut Allowance

min” mm/min | @p mm de mm mm min” mm/min | @p mm 3e mm mm

15 10 8,600 | 640 | 0.01 0.3 0.007 | 8,600 | 560 | 0.007 | 0.28
1° 20 133 | 7,000 | 340 | 0.004 | 0.225 | 0.003 | 7,000 | 300 | 0.003 | 0.21

R0.2 30 | 20 | 5400 | 230 | 0.002 | 0.06 | 0.002 | 5400 | 200 | 0.002 | 0.056

3 | 20 | 133 |10300| 870 | 0.014 | 0.3 | 001 |10300| 760 | 0.01 | 0.8

15 | 10 | 8600 640 | 001 | 0.3 | 0.007 | 8600 | 560 | 0.007 | 0.28

s | mos | 1° |20 | 133 | 7,000 340 | 0.004 | 0.225 | 0.003 | 7,000 | 300 | 0.003 | 0.21
30 | 20 | 5400 | 230 | 0.002 | 0.06 | 0.002 | 5400 | 200 | 0.002 | 0.056

3 | 20 | 133 | 10,300 | 870 | 0.014 | 0.3 | 001 10300 760 | 0.01 | 0.28

15 | 10 | 8600 640 | 001 | 0.3 | 0007 | 8600 560 | 0.007 | 0.28

o5 | 10 |20 | 133 | 7000 340 | 0.004 | 0.225 | 0.003 | 7,000 | 300 | 0.003 | 0.21
' 30 | 20 | 5400 230 | 0.002 | 0.06 | 0.002 | 5400 | 200 | 0.002 | 0.056

3 | 20 | 133 |10300| 870 | 0.014 | 0.3 | 001 |10300| 760 | 0.01 | 0.28

20 | 10 | 7400 | 650 | 0014 | 0.375 | 0.01 | 7.400 | 570 | 001 | 0.35

o | 1° 30 |15 | 5300 400 | 0.005 | 0.225 | 0.004 | 5300 | 350 | 0.004 | 0.21
: 40 | 20 | 4500 | 230 | 0.003 | 0.113 | 0.002 | 4500 | 200 | 0.002 | 0.105

3 | 30 | 15 | 8200| 870 | 0.018 | 0.375 | 0012 | 8200 760 | 0.012 | 0.35

20 | 10 | 7.400 | 650 | 0.014 | 0.375 | 0.01 | 7.400 | 570 | 0.01 | 0.35

, os | 1° |30 |15 | 5300 400 | 0.005 | 0.225 | 0.004 | 5300 | 350 | 0.004 | 0.21
40 | 20 | 4500 230 | 0003 | 0.113 | 0.002 | 4500 | 200 | 0.002 | 0.105

3 | 30 | 15 | 8200 870 | 0.018 | 0.375 | 0.012 | 8.200 | 760 | 0.012 | 0.35

20 | 10 | 7.400 | 650 | 0.014 | 0.375 | 0.01 | 7.400 | 570 | 001 | 0.35

o5 | 10 |30 |15 | 5300 400 | 0.005 | 0.225 | 0.004 | 5300 | 350 | 0.004 | 0.21

40 20 4,500 230 0.003 | 0.113 | 0.002 | 4,500 | 200 0.002 | 0.105
3° 30 15 8,200 870 0.018 | 0.375 | 0.012 8,200 760 0.012 | 0.35
30 10 5,100 660 0.015 | 0.525 | 0.011 5,100 580 0.011 0.49
10 40 13.3 4,400 340 0.01 0.45 0.007 | 4,400 300 0.007 | 0.42
R0.2 50 16.7 3,900 270 0.008 | 0.3 0.006 3,900 | 240 0.006 | 0.28
60 20 3,700 230 0.007 | 0.135 | 0.005 3,700 | 200 0.005 | 0.126
3° 29.8 9.9 6,300 930 0.035 | 0.525 | 0.025 6,300 810 0.025 | 0.49
30 10 5,100 660 0.015 | 0.525 | 0.011 5,100 580 0.011 0.49
1° 40 13.3 4,400 340 0.01 0.45 0.007 | 4,400 300 0.007 | 0.42
3 R0.3 50 16.7 3,900 270 0.008 | 0.3 0.006 3,900 | 240 0.006 | 0.28
60 20 3,700 230 0.007 | 0.135 | 0.005 3,700 | 200 0.005 | 0.126
3° 29.9 10 6,300 930 0.035 | 0.525 | 0.025 6,300 810 0.025 | 0.49
30 10 5,100 660 0.015 | 0.525 | 0.011 5,100 580 0.011 0.49
1° 40 13.3 4,400 340 0.01 0.45 0.007 | 4,400 300 0.007 | 0.42
R0.5 50 16.7 3,900 270 0.008 | 0.3 0.006 3,900 | 240 0.006 | 0.28
60 20 3,700 230 0.007 | 0.135 | 0.005 3,700 | 200 0.005 | 0.126
3° 30.1 10 6,300 930 0.035 | 0.525 | 0.025 6,300 810 0.025 | 0.49
%1 YHAHEO, aplFE75EOLNIAGRS, aeldHFE 5 BONIAMREERUEY .
X2 MR IR ORFPREE (CEDENHISAT 2 FZEL TXUEE W,
%3 UUDENRETBHAE MEIEU THIBIZZHHEEL TTZE W,
x4 I-FEBETHIHIEENERZBAE. TIHISA Y-V (ZRESTRL T SRMER B LIICRTEL THEW,
x5 ZESEAOYIAR 7 IO—F 755k AUDIL (0F5E) U 5> 7 (R 252U ET .
%6 THFHMOREEEERENSEBLNMENSEFEERROREEZRUAIAT I TIREN,.
%7 THRESHUSEG BB ECHEBWTIR W,
%8 AANIAM -2 MeBRHLEY .
%9 SERVEPDEINT I BRI 71— bOIRIRELUIT DHRRCHERBL TUEEL,
%10 EURRBZOBIETY . AT TN TR ESRIGE (G0 TREEL TXEL,
P11 BRDIRUNN T3S 2 TERICHU. ST TZGREWIII) 0 TEEN L. SEREDOST 7T RIVTHITENARE(FELSIR)D
BZTY. gl L2 GREINT) OEROFAURCEU THIAHE XDREZAEL T T,
(fl) AT TAZCGREDINT): ¢ 3xR0O.5 = EXDIXULANT: ¢ 2xR0.2

OO0 |0|0O|0|0|0O|0O|0|0O|0O|0O|0O|0|0|0|0|0|0|0|0|0|0|0|0|0|0|0|0|0|0|0|0|0|o|o|o|O

1,‘5—”5 % <1 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.
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.
35 Recommend to apply helical or ramping for approaching into axial direction.
%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.
37 Length of tool overhang must be as short as possible.
<8 Oil mist coolant is recommended.
%9 Coolant supply and chip disposal in the deep portion are very important.
%10 The stock allowance for this tool is a guideline. Please adjust it according to .
the machining condition of the previous process and the required accuracy. Dl’,’,ﬁ’;:.f:’;,,
311 The parameters for the Stock Removal (Inner Corner) process are reference values
based on the condition after roughing, where a corner radius end mill approximately
1.5 times larger than the tool used in this process was applied.
Please adjust the depth of cut and feed rate according to the amount of remaining
material from the previous roughing operation.
Example
Roughing: 3 x R0.5 = Stock removal (inner corner): ¢ 2 x R0.2 Depth of cut ae

Notes

| P EFNTE
‘ Semi-finishing process

/ A
Pt EF TR
ALK
stk ter
semi-finishing process

19





