VI &4k 5E R [Recommended Milling Conditions]

MRBHZ230
R SKD61-STAVAX SKD11 INAR
s Ml Hardened Steels(SKD61)- STAVAX-HPM-38 Hardened Steels(SKD11) High Speed Tool Steels(SKH)
(~52HRC) (~62HRC) (~65HRC)
EHE yyanE | 20R | BER | gyngg | 202 ERR gypgg |22 EBRE
RYAZ | B¥1 LD Depth of Cut = Seindle | pepth of Cut = Seindle 1 pepth of Cut = Seindle
Radius. Leneth L/D Feed Speed Feed Speed Feed Speed
ap mm|ae mm|mm/min|  min” ap mm|ae mm|mm/min|  min" ap mm|ae mm|mm/min|  min”
0.2 2.0 120 100 70
. - o 0003 0005 io0l 40000 0002 0.005 | 40000 0002 0003 o 40000
05 500 0002] 0.003 70 0.001] 0.003 50 0.001] 0.002 30
03 20 180 150 100
0075 05 3g 0003 0005——rgql 40000 0002 0005——rn  40000] 0002 0003 70| 40,000
1 671 0002] 0003 70 0.001] 0003 50 0.001] 0.002 30
0.5 2.5 0.008 320 0.005 - 280 0.003 180
0.75 ad o005 U 280 0003 °09° 200 0o07] 002 150
1 50 250 160 120
1.25 6.3] 0003 0005 180 0.002| 0.003 140 0.002 100
0.1 15 7.5 150, 40,000 120 40,000 : 80| 40,000
1.75 3.9 - 120 100 0.001 60
: od 0002 0.003 1% ooor 0.002 %0 %
25 125 0o(l_0.002 70 : 0.001 60 0.001 40
3 1500 0.001 50 : 40 30
0.6 20 350 300 250
: =4 0007 oot 320 0.005| 0.007 550 0.003| 0.005 500
1.25 42 280 : 200 - 160
— zo 0005 0007 530 0.003| 0.005 80 2000 0.003 20
1.75 58 180 150 : 100
015 7 67 0003 0005——n  40000] 0002 000370 40000 0.002 90| 40,000
2.25 i I 120 100 80
2.5 g3l 0.003 100 0.002 80 70
3 10.0 80 0.001 70 0.001| 0.001 60
35 11.7] 0.001 70 60 50
7 oF 0.002 50 0.001 20 20
0.8] 2.0
- > 002|005 800 002| 003 720 0.008| 002 580
15 34 0.03 620 0.02 500 0.01 400
2 50 %' 002 500, 40000 %001 380] 40000 %9%5 G007 300 40,000
25 6.3 420 300 260
02 o 7o 0007 o001 200 0.005| 0.007 520 0.003| 0.005 500
35 88 1050007 230 0.003—0-005 160 0002 0.003 120
4 10.0 0.005 160 0.003 120 90
45 11.3] o003 100 30000 0002 80| 30,000 T o 60| 30,000
5 12.5] 0.002] 0.003 70 0.001] 0.002 50 ' ' 40
1 20l 003[ [ 1000 002 s 860 001 102 650
1.5 X 350 001 720 0.007 520
2 20, 0.03 720 : 0.02 650 : 0.01 400
2.5 5.0 600 530 360
2| s ool o002 200 0.007| 001 220 0.005| 0.007 320
3.5] 7.0 420 360 280
02 40,000 40,000 40,000
5 a1 sd 0007l oo 250 , 0.005| 0.007 300 , 0.003| 0.005 60 ,
45 9.0 300 260 220
s 700l %%%°| o0o00s[ 240 0.003| 4 003[ 200 0.002 0.003—g,
55 11.0] _0.003 200 0.002 160 120
R 12.0 0.003 120 80 0.001| 0.002 70
| 160l °°°?[ 0002 75 0.0017} ~0.002 60 50
1 171 _o005]  o0.1] 1400 40000 o003 o006 1000 _ 40000 002 005 720] 30,000
L 2 §§. 00s| 01 1400 003 006 1000 005| 720
: 0.02
2-2 ‘5"(2) 003 005 1200 40000 002 004 840 40,000 0.03 640
- 5: . 30,000
v = 002l o003 1000 001 003 620 001 002 480
n .
03 5] 83 o001 002 720 30.0001—2:007 0.015 500 300000007 0.01 400
6] 100] 0007 o001 500 : 0.005] 0.007 380 : 0.004]  0.006 320
7 11.7] 0005] 0.007 400 0.005 300 0008 103 260
| 1338 10a| 0.005 320 25000 0.003] 0003 260 25000 0.002] 220 20,000
| 1500 0,003 280 220 160
10 16.7 : 150 0.002 120 0.001| 0.002 100
- 00l 0092555 o 20,000| 0.002 = 20,000 = 18,000
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P, SKDG1-STAVAX SKD11 R
Work Material Hardened Steels(SKD61)* STAVAX-HPM-38 Hardened Steels(SKD11) High Speed Tool Steels(SKH)
(~52HRC) (~62HRC) (~65HRC)
| sme OIYAH B ’3,25* EES | gynng ’3,25* EES | gynng ’3,25* Eléa%
R;Z’dzsx Effective LI_;E Depth of Cut Fexed Sr:):ecf Depth of Cut Fexed Sr:):ecf Depth of Cut Fexed Sr:):e(f
) L h
enet ap mm|ae mm|mm/min min~' ap mm|ae mm|mm/min min_' ap mm|ae mm|mm/min min_'
g gg 04| 015 2000 007 01| 1600 0.05—21 1200
. [~
4 50 o os—%1 1 00 4000055 00o_1.200 400007753 00555 30000
5 6.3 - 0.05 ’ 0.03 1 1,000 0.02] 0.03 620
04 8 780 o003 °%° 71200 002 003 _ 760 001 _002] 560
7 88| 002 003 1.000 30000f 00l 002 80| 30000[ 0007 [T 520 25000
o d0d o001 o002 820 0007 001 600 0005 480
o]l 125 0005 | 450] 250000 0003 380 25,000 0003 320
1l 150 0003l %% 320 20000l 0002l %% 260l 200000 %°°Z 0002l 200 2%
2 20
3 sol 01| 93 2500 a0000] O 0 20000 gh000f 008 4| 1400 95000
4 4.0 02 005 015 _1.800 005 1200
5 5.0 015 2,000 04] 1600 0,03 920
0.05 : 0.04 ' 0.05
8 6.0 018000 40000 00512001 ¢ 00 7400 0000
7 19 od 0051200 ooal 004950 002l o680
05 3 s : 1.000 : : 860 : 560
. 9 9 - 820 750 500
431 o003 o0s—22 250000 002| 003——220 20000 001 002——% 18,000
12l 12d 001 003 600 0007 _002] 520 0005 001 400
o ad | [ 001 420 20,000 0.0031—0007 360 18,000 0005 320, 0090
164 160 0.005——3% 15000 0005——22% 15000 00022003 2001 ;40
I INTX S 180 0002 120 0002 85
ok 200 “°%[ 0003 100 76000 0.003 75 14000 : 60 12,000
Z'ﬂ gg 0.1 g'g 2,500 0%; 02| 2000 30000] o005 01 1600 25000
' ' 30,000—2-
06 8 sd 007l 2000 005 04 1600 5o gool 008l 007 12000 0000
: 3 611 005 1600 003007 1200 : 002 005 _ 920 :
10 sl 003 007 1200 002] 005 _ 860 001 003 680
1l 70 002l o005 860l %% ooil o003l 620  2%%%f o007l o002 4so 39
3 2.0
4 211 o1s] %3 3000 30000] 01| %% 2999 30000 01| 04 2000 95000
C— 02 02—45% 01200
. IS : IS :
075 = 9 o — 2500 25000 005 20 250000 0,05 — o0 20,000
12 8.0 - 7800 : 920 O340
14] o °%T o7l 1200 20000 003 —GGerggo|  20000)  0.02—gha—65 18,000
16| 107 003 005 7200 _1s000] 002] 003 _ 650 _ 18000] 001 002 _ 580 _ 16.000
200 133 o001 003 450 _ 16000] 001] 002] _ 360] _ 16,0000 0007] 001 _ 300 _ 14,000
3 500 01 02| 2500 25000] 007 015 2000 _ 20,000] 005 _ 01 1600 18000
08 12 78] 007] 01| 1800 _ 20000] 005 007 1500] _ 16,000] 003 005 1200 14,000
: 16l 1o 003 005 7200 16000 002] 003 _ 600 _ 14000] 0015 002] _ 480 _ 12000
200 125 o001 003 500 14000] 001] 002 _ 380] _ 12000] 001] 001 _ 300] _ 10,000
3 15
4 2d | 05 30001 55000 02| 99 29001 55000] 015] 03] 2999 20000
8 3.0 : 2,500 03] 2,000 1600
3 4.0 20,000 18,000 02 16,000
10 s, 03 200050600 01| %4 6% —go00] ' o 1200500
12 6.0 : 02 01 0.05 :
1 }gl ;.g ool ousl 1600 16000 AT 1 1200 140000 ol ool 940 12000
18 9.0 1400 1T 1,000 850
2ol 10d %% %' 1ooo] 14000 %% 99 gr0l 12000 o002 %7200 10000
2 110 008 850 006 700 600
25l 28l %% 005 680 12000 002503 560 10000001 00245 5500
sl 1500 002 003 360 : 001 002 300 : 0008] 001 240 :
35l 175 001 002 150 0007 001 120 0005 0007] 100
10,000 8,000 6.800)
adl 200l 0005 001 100 ’ 0,003 _0.005 80 : 0.002] 0,003 50 :
10 20| 02 03] 2500 20000] 015 02| 2000 _ 20000] _ 01] 015 1600 18,000
15 60l 01 02 2000 __18000] 007 015 1600] _ 16000 005 _ 01] 1200 14000
25 20 8ol 007 015 1500 _ 16000] 005 _ 0.1] 1200] _ 14000 003 005 1000 _ 10,000
49 251 100l 005 01| 1000 14000] 003 007 _ 850] 12000 002 003 _ 720 8,000
sl 1200 003 007 _ 720, 12000] 002] 005 _ 640] _ 10000 001 002 _ 580 7,000
asl 140|002 003 450  10000] 001] 002 400 8500] 0007 001] 320 6.200)
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Lo SKD61-STAVAX SKD11 N R
Work Material Hardened Steels(SKD61)* STAVAX-HPM-38 Hardened Steels(SKD11) High Speed Tool Steels(SKH)
(~52HRC) (~62HRC) (~65HRC)
—— AN = —— T - — T -
| awmE gunag | 202 | BRE [ gupag | 202 BEE [ gupgg |(20F | EEE
R'U"fZ Effective L/D Depth of Cut < Spln : Depth of Cut < Spln : Depth of Cut = Spln :
Radius. Length L/D Feed pee Feed pee Feed pee
ap mm|ae mm|mm/min min~' ap mm|ae mm|mm/min min_' ap mm|ae mm|mm/min min_'
g 2'3. 08 3000 06| 2500 02 05 2000
10 3'3 0.2 20,000 0.2 18,000 14,000
: 0.6 2,500 0.4 2,000 0.3 1,500
12 4.0
14] %, | 0.1
1.5 16) 5.3' 01 04 2,000 18,000 0.1 03 1,600 16,000 02 1200 12,000
20 6.71 ' 0.3 1,600 0.2 1,200 0.1 960
25 8.3 0.2 1,200 16,000 0.07 0.15 920 14,000 0.05 0.07 800 10,000
30} 10.0 0.07 01 750 14,000 0.05 0.07 640 12,000 0.03 0.05 600 8,600
35 11.7]  0.05 ) 620 12,000 0.03 ’ 500 10,000 0.02 - 420 7,200
40] 13.3] 0.03 0.07 450 10,000 0.02 0.05 320 8,200 0.01 0.03 260 6,400
}g 22 2,500 2,000
- 0.3 1.5 3,000 20,000 0.2 0.8 16,000 0.2 0.6 12,000
14 o 2,000 1,600
15| 3.8 ' '
20 23 o2 I 24000 45000 0.1p—281 18008 44000  0ap—24 14000 44409
2 25 6.3 0.8 0.4 0.2
30 75 03 1,600 02 1,200 0.15 1,000
- 0.1 : 14,000 0.07 : 10,000 0.05 : 8,200
35 8.8 0.2 0.15 0.1
40 10.0 0.15 1200 0.1 1,000 0.07 820
I . . . )
25 13 0.07 01 750 12,000 0.05 007 620 8,600 0.03 005 500 6,800
50] 12.5 0.05 0.08 550 10,000 0.03 0.05 500 7,500 0.02 0.03 420 5,500
10) 2.0
15 30 03 1.5 3,000 18,000 02 1.2 2,500 12,000 0.2 0.7 2,000 9,200
25 20} 4.0 1.2 15.000 1 2,000 10,000 0.15 0.5 1,600 8,000
- 25 5.0 0.2 1 2,500 ' 0.15 0.8 1,800 8,600 01 0.3 1,200 7,200
30} 6.0} ) 0.8 2,000 12,000 T 0.5 1,500 7,600 ) 0.2 860 6,400
40 8.0 0.1 0.2 1,200 10,000 0.07 0.15 1,000 6,800 0.05 0.1 650 5,500
10) 1.7
15 2.5 2 0.3 1.2 2,500 0.2 1 2,000
20 33 0.3 3,000 16,000 8,000 7,000
3 25| 4.2
30 5.0 2 1.5 14,000 0.2 1 2,000 7.200 0.15 0.7 1,500 6,500
40] 6.7 ) 1 1,800 12,000 0.15 0.6 1,200 6,400 0.1 0.4 1,000 5,200
50} 8.3 0.1 0.6 1,200 8,200 0.1 0.3 860 4,800, 0.05 0.2 620 4,000,
XUYRAHED., aplEFESAMDUYRAHE. aelFEVITr—FERLET,
X2|'4)LE7\F7—‘5‘J|*§3’5£’&)L$§'0
XEEREET—TILEYIE, [ ﬁ%‘]‘%f?ﬁ?&bf?éb‘o
XYY AH . W ORIMEICKYEEINRLEEIEAHYET , TOMEFRAEBLTTILY,
ffft% MTEZEEHLUTHEL EICHIZNTTEL,
otes

X Depth of Cut: @p=Axial Depth of Cut / @e=Radial Depth of Cut.

XWe recommend using oil mist coolant.

¥ Adjust milling conditions according to the volume of depth of cut and rigidity of machine.
X Adjust both spindle speed and feed at the same rate.

X Length of tool overhang must be as short as possible.
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