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a. ength of Cut Spindle Speed Feed Depth of Cut Spindle Speed Feed Depth of Cut
min” mm/min ap mm ae mm min” mm/min ap mm
0.5 0.75 6,000 50 0.75 0.1 6,000 40 0.25
1 {5 6,000 100 {iE5) 0.2 6,000 80 0.5
1.5 23 5,000 100 23 0.3 5,000 80 0.75
2 3 4,300 140 3 0.4 4,300 110 1
2.5 3.8 4,000 150 3.8 0.5 4,000 120 1.25
3 4.5 3,500 190 4.5 0.6 3,500 140 iiE5
3.5 5.3 3,000 190 5.3 0.7 3,000 140 1.75
4 6 2,600 210 6 0.8 2,600 160 2
4.5 6.8 2,300 210 6.8 0.9 2,300 160 2.25
5 {725, 2,100 220 25, 1 2,100 180 215)
5.5 8.3 1,900 220 8.3 1.1 1,900 180 2.75
6 9 1,700 240 9 1.2 1,700 200 3
%1 PHAHED apFESEOEIAHRE, aeldHESBOUNAHREERLET,
%2 BEERTTRREHUEN23mmEREUIIIBIZRMATY.
%3 HEAREIME DI ORFPREE CLOEIHI R R L TUZEV, FREREOIMITIEIIMIAAR, B8, RIS CLDRMZREL TUIRN,
%4 BEERICN TURWMEEREERMEXDREEFCEIEG T LS TIIE,
%5 TEOEHORSMEMNSEMBENRVSEE, BEREREGXDREZEUEIS T T,
e, VUDHRETBISSEEARC, EEMEXDREZFCEIST FIFIEN,
%6 V=T MIAKEEEIEIH, EUKBERIEESZDLET .
"= X7 AKBEEIRZERIIHEE, SIS OR RN FIECE BULIHISR A OREEL T,
Note %8 M. FrylEEIEOGHAEEOB I ZERL TN,
%1 Depth of Cut : ap = Axial Depth of Cut / ae = Radial Depth of Cut.
%2 These cutting conditions assume a tool overhang of 23 mm on a CNC sliding head lathe.
%3 Adjust milling condition conforming with machine rigidity and clamping condition.Final milling conditions are subject to machining profile, purpose and machine status.
%4 In case high-efficient machining, increase spindle speed and feed rate at the same rate.
%5 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.
Also, reduce both spindle speed and feed rate at the same ratio if chattering occurs.
%6 Recommended to use either water-insoluble fluid or water soluble fluid.
%7 Adjust milling condition with caution for chip evacuation and smoke generation when milling with water-insoluble fluid.
%8 Use a rigid and precise machine and chuck holder.
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Result from slotting to side milling
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Tool Slotting (Roughing) Side milling (Finishing)
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Work material
J—3>h8 ¢ AKBMELIHH

Coolant : Water-insoluble fluid
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Remaining material after side milling(Finishing), on the climb side in Slotting
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— Process Slotting Side milling
€
£ 20.02 ® |UIHIERE [m/min] 33
M:E Cutting speed
4@5 EIgE28 [min™] 3500
He 0.01 Spindle speed 4
=$ s .
EDEE [mm/min] 140 80
0 Feed
1 300 600 900 1200 thAHE [mm]
TR Depth of cut ap 1.5 ap 1.58 x ae 0.08

Number of machined parts





