tIEI&4-& £ %K [Recommended Milling Conditions]

MHR430R
R - AEM - T N—FH grE AN FEANN
B (~43HRC) (~55HRC) (~62HRC) - 7ILZ
Work Material Carbon Steels*Prehardened Steels Hardened Steels Hardened Steels Copper* Aluminum
S50C - NAK55+NAK80+ HPM-1 HPM-38-STAVAX-SKD61 SKD11-PD613
EES | pymme | vvass | DEE puse | guass | DER pope | guaas | BER ygpr | gunss
x| I—FTHE| BAR | Spinde Feed Depth of Cut Spindle Feed Depth of Cut Spindle Feed Depth of Cut Spindle Feed Depth of Cut
iy Corr}er Effective Speed Speed Speed Speed
Radius Length
min™ | mm/min | @pmm | @emm | min” | mm/min [ @apmm | @emm | min" | mm/min | @pmm | @emm | min™ | mm/min | @pmm | @ae mm
3 1,800, 0.06 1,260, 0.045 03l 1,000, 003 025 1,800, 0.2
4 16,000 1,500 0.05 0.35] 12,800 1,050 0.04] 10,800 840 16,000 1,500 0.15 0.23
S 200004 s o0 % e —oors] T
,2 l 8 .03 68 .015 ,2 12
gg 8 14,500 870 0.03 0.25 11,600 620 0.02 0.2 8,900 500 0.012 0.16 14,500 870 0.09 07
10 11,100 660 0.025 8.900 470] 0.015 0.1 7,100 370 0.01 0.1 11,100 660 0.075 015
12 300 0.02 0.2 210 0.01 0.08 160 0.005 0.06) 300 0.06
0.1 5| 15,500 1,740 0.06 0.4 12,400 1,220 0.045 0.35 10,000 970 0.025 0.25) 15,500 1,740 0.18 028
1.2 0.2 10| 12,000 1,290 0.04 0.35) 9,600 900 0.03 0.25 8,000 720 0.01 0.15 12,000 1,290 0.12 )
0.3 15] 10,600 480 0.02 0.25 8,500 330 0.01 0.1 6,600 270 0.005 0.08 10,600 480 0.07 0.23
o1 6| 14,000 1,910 0.08 0.53 11,200 1,340 0.05 0.4 8,500 1,070 0.03 0.3 14,000 1,910 0.24 0.35)
15 g; 12| 11,500 1,250 0.06 0.42) 9,000 870] 0.04 0.3 6,400 700 0.01 0.2 11,500 1,250 0.18 0.3
04 18] 8,500 560 0.02 0.3 6,800 390 0.01 0.15) 5,400 320 0.005 0.1 8,500 560 0.08 0.25)
| 2,150 0.08 1,500 0.05 = 7,000 1,200 0.03 2,150 0.24 0.45
) g; 12| 11,100 1,800 0.065 06 8,800 1,260 0.045 0 5,600 1,000 0.027 04 11,100 1,800 0.2 0.43
’ 16 1,500 0.05 0.5 1,050 0.04] 0.35 4,800 840 0.2 1,500 0.15 0.39
gg 20 9,600 900 0.03 0.45 7700 630 0.015 0.25 4,500 500 001 01 9,600 900 0.12 0.35
24 6,400 740 0.02 0.4} 5,100 510 0.01 0.2 4,100 400 0.005 6,400 740 0.1 0.3
o1 10 9,200 2,280 0.1 0.85 7,400 1,590 0.07 0.7 6,000 1,280 0.04 0.5 9,200 2,280 0.3 0.5
25 g; 20| 8,300 1,580 0.08 0.6 6,600 1,110, 0.05 0.4 4,000 900 0.01 0.2 8,300 1,580 0.24 0.43
05 30 5,400 710 0.025 0.45) 4,300 500 0.01 0.2 3,200 400| 0.005 0.1 5,400 710 0.1 0.33
o 12 8,000 2,400 0.12 0.9 6,400 1,680 0.08 0.8 5,200 1,350 0.05 0.65) 8,000 2,400 0.36 0.55)
0:2 18 7,800 2,000 0.11 08l 6,200 1,410 0.07 0.7| 3,700 1,100 003 0.4 7,800 2,010 0.33 05!
3 03 20 7,700 1,850 01 1,250 006 0.6 3,600 1,000 0.3 7,700 1,850 03
05 24 7,500 1,620 0.7 6,000 1,140 0.5 3,400 900 0.02 0.2 7,500 1,620 0.45
1 30, 6,000 1,050 0.05 0.6 4,800 740 0.03 0.4 3,000 600 0005 01 6,000 1,050 0.15 0.4
36 4,200 710 0.03 0.5 3,400 500 0.01 0.3 2,500 400 4,200 710 0.1 0.35
01 16 6,000 2,520 0.15 1.2 4,800 1,770 0.1 1 4,000 1,400, 0.06 0.8 6,000 2,520 0.45 0.75
4 g,z, 24 5,400 2,030 0.12 1 4,300 1,430, 0.085 0.8 2,800 1,140 0.05 0.65) 5,400 2,030 0.39 0.7
05| 32 4,800 1,350 0.08 0.9 3,800 950 0.04 0.7 2,300 750 0.01 01 4,800 1,350 0.25 0.6
g 48 3,200 570 0.04 0.8] 2,600 410] 0.01 0.39) 1,500 330 0.005 3,200 570 0.12 0.5
5 01,0203 20) 5,100 2,300 0.17 1.6 4,100 1,610 0.12 1.2 3,300 1,280 0.07 1 5,100 2,300 0.52 1
Qi 40, 3,200 1,020 0.07 1.2 2,600 720 0.05 0.9 1,500 570 0.02 0.1 3,200 1,020 0.25 0.8
6 01,0203 24 3,700 2,100 0.2 2.1 3,000 1,470 0.12 1.5] 2,700 1,170 0.07 1.2 3,700 2,100 0.6 1.2
Qi 48 2,600 950 0.09 1.5] 2,100 660 0.05 1.2 1,200 520 0.03 0.2 2,600 950 0.32 0.9
KAYHIEHFBEETT REOMIMRE LU ERABBEICTUHIFHEERELTTSL,
KEYYIAHED, aplTENYAHRE, AelTLNYAABERLET .
KFEEANMEYHINI T BIHE X FAUVIRN =S EBROLET,
KZEYRAABOTTO—FHEELT, AUAIL REE) RUSUT (EF) TOUHIMIZHEEHLES
XLEHE)/D (R S ERR B AL THEHEDEYREES0% LT . YIYAHE: 2c%30% L FICHELTFEL,
"= XBYHIL, CIBIRHRESRIYYAAE : apRURYEEFS0% UL TIF CREL, FEMAESRHLES. )
Rz KEEUNRET BBA L, BEREEYEEERALHATTHTIEN, -, TMEGEMARYEVSALARIZALHATTH TR,
X These recommended cutting conditions indicate just reference. It should be adjusted according to milling shape and machine type.
Xap : Axial depth of cutting, Qe : Radial depth of cutting.
X Recommend to use oil mist coolant for machining hardened steels.
Recommend to apply herical or ramping for approaching into axial direction.
M Adjust feed rate 50% lower and cutting depth( @e) 30% lower for milling deep wall area. When L/D exceeds 8 for stable milling.
XFor slotting, recommend reciprocating milling by adjusting feed & @p in below 50% of recommended milling condition.
X Reduce both spindle speed and feed at same rate for chattering and also for insufficient spindle speed of a machine.
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R 48 %E 3 [Recommended High Speed Milling Conditions]

MHR430R
R - AEM- T N—FUH BEEANS BEE AN
WHI# (~43HRC) (~55HRC) (~62HRC)
Work Material Carbon Steels*Prehardened Steels Hardened Steels Hardened Steels
S50C - NAK55+-NAK80-HPM-1 HPM-38-STAVAX-SKD61 SKD11-PD613
oe | BEE pymr|  gvaag | DEE pusr | guass | TR lpusg | guass
R a—7F—R ﬁx)JE woindle Feed Depth of Cut onae Feed Depth of Cut onae Feed Depth of Cut
Dia Corner Effective pee pee pee
Radius Length
min” | mm/min | apmm | @emm min”" | mm/min | apmm | @emm min” | mm/min | apmm | @emm
2 0.5 8 22,000 6,200 0.06 0.4 16,000 4,500 0.04] 0.3 12,800 3,000 0.03 0.2)
25 0.5 10| 18,000 6,400 0.08 0.65 13,000 4,600 0.05 0.5 10,200 3,600 0.03 0.3
3 1 12, 15,000 7,100 0.1 0.7 11,000 5,100 0.06 0.6) 8,500 3,700 0.04 0.4}
4 1 16 11,000 7,100 0.13 1 8,000 5,100 0.08 0.8 6,300 3,800 0.05 0.5
5 1 20| 9,000 8,200 0.15 1.4] 6,500 5,200 0.1 1 5,100 3,700 0.05 0.7
6 1 24| 7,500 7,700 0.18 1.8] 5,300 5,300 0.1 1.3] 4,200 3,100 0.06 0.8
XALNHIEH IFSEETT . REOMIBRE SUERAEME IS TUEIRGEABLTTIL,
XYYRAAED, ap [FUVYRAAHRE, ae [FYIYIAAHIBERLET
XPEEANMMEEIN I T HIEE L. A MR —FUrEERDHLET,
K HETAEDEYEREZ0%UT ., UIYAHE Qe £30% LU TICFHELTTEL,
KZYYRAHBDTTA—FHEEL T, AUAIL BRE) RUSLT (ER) TOYRIMIZREOLET,
& & XEEUNFEET BIHE L. BEHEEYEREERCEIATTIF TR, =, T@MEGZHARYLEMEELRKRICRALEIET
Notes TIHFTTELY,

X These recommended cutting conditions indicate just reference. It should be adjusted according to milling shape and machine type.
X ap : Axial depth of cutting, @e : Radial depth of cutting.

Recommend to use oil mist coolant for machining hardened steels.

X Adjust feed rate 50% lower and cutting depth(e) 30% lower for milling deep wall area.

Recommend to apply herical or ramping for approaching into axial direction.
X Reduce both spindle speed and feed at same rate for chattering and also for insufficient spindle speed of a machine.
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