V#1428 %E %K [Recommended Milling Conditions]

MHR230R
BRI SFEMR- T N—F BEE ANSE
A (~43HRC) (~55HRC) -7
Work Material Carbon Steels*Prehardened Steels Hardened Steels Copper*Aluminum
S50C-NAK55-NAK80-HPM-1 HPM-38-STAVAX-SKD61
o | BES | ymm | gunas BE&ES | wygr| gunss BES | ymm | gunas
FE a—F—#EF ﬁﬁ(‘)]ﬁ SSpdede Feed Depth of Cut SSpdede Feed Depth of Cut SSpdede Feed Depth of Cut
Dia. Corr‘mr Effective pee pee pee
Radius Length
min"' | mm/min | apmm | @e mm min"' | mm/min | @pmm | @e mm min"' | mm/min | apmm | @e mm
0.2 0.05 051 30000 200 4905 002 30000 1501 5003 002| 30000 250 0.01 003
1 100 100 150
03 0.05 1 30000 200 5007 003] 30000 150]  0.004 003| 30000 2501 gg15 0.05
2 100 100 0.003 150
e 2 300 0.01 210 0.005 0.04 360 0.02
04 '0_1 3| 30,000 250 0.008 0.04 30,000 180 0.004 003 30,000 300 0.015 0.08
4 200 0.006 140 0.003 0.015 240 0.01
2 490 0.02 340 0.01 590 0.04
o 3 : 30,000 200 Sors 0.07 24,000 280 0008 0.07 30,000 280 0035 0.13
0.1 4 25,000 280 0.05 20,000 200 0.005 0.04 25,000 340 0.03 0.08
5 250 0.01 0.04 180 0.004 0.025 300 0.02
i 2 25,500 650 0.03 0.1 20,400 460 0.02 0.1 25,500 780 0.07 0.2
0.6 01 4 92000 500 0.025 0.08 17,600 350 0.015 0.06 92000 600 0.06 '
6, ' 300 0.015 0.05 ' 210 0.008 0.03 ' 360 0.04 0.15
07 0.05 4 22,700 780 0.035 0.2 18,200 550 0.02 0.15 22,700 940 0.08 0.26
) 0.1 6, 18,200 370 0.015 0.1 14,600 260 0.01 0.06 18,200 440 0.045 0.2
0.05 4 20,000 850 0.04 0.25 16,000 600 0.025 0.2 20,000 1,020 0.1 034
0.8 g.; 6, 16,000 770 0.03 0.2 12.800 540 0.02 0.15 16,000 920 0.075
: 8 450 0.015 0.15 320 0.01 0.08 540 0.045 0.2
09 o1 4 17,700 960 0.045 0.3 14,200 670 0.03 0.25 17,700 1,150 0.12 0.4
8 14,200 500 0.02 0.2 11,400 350 0.01 0.1 14,200 600 0.07 0.25
3 1,200 0.06 840 0.045 03 1,440 0.2
4 16,000 1,000 0.05 0.35 12,800 700 0.04 ) 16,000 1,200 0.15 0.45
1 0'8? : 940 0.045 660 0.035 0.25 1,130 0.13
y 800 0.04 560 0.03 ’ 960 0.12
8;§ 8 14.500 580 0.03 0.25 11,600 410 0.02 0.2 14,500 700 0.09 04
10| 11100 440 0.025 8.900 310 0.015 0.1 11100 530 0.075 03
12 200 0.02 0.2 140 0.01 0.08 240 0.06
0.1 5 15,500 1,160 0.06 0.4 12,400 810 0.045 0.35 15,500 1,390 0.18 055
1.2 0.2 10 12,000 860 0.04 0.35 9,600 600 0.03 0.25 12,000 1,030 0.12 )
0.3 15 10,600 320 0.02 0.25 8,500 220 0.01 0.1 10,600 380 0.07 0.45
ol 6| 14,000 1,270 0.08 0.53 11,200 890 0.05 0.4 14,000 1,520 0.24 0.7
15 o2 12 11,500 830 0.06 0.42 9,000 580 0.04 0.3 11,500 1,000 0.18 0.6
04 18 8,500 370 0.02 0.3 6,800 260 0.01 0.15 8,500 440 0.08 0.5
8 1,430 0.08 1,000 0.05 1,720 0.24 0.9
) g'; 12 11100 1,200 0.065 06 8,800 840 0.045 05 11:100 1,440 0.2 0.85
y 16 1,000 0.05 0.5 700 0.04 0.35 1,200 0.15 0.78
8;3 20 9600 600 0.03 0.45 7,700 420 0.015 0.25 9600 720 0.12 0.7
24 6,400 490 0.02 0.4 5,100 340 0.01 0.2 6,400 590 0.1 0.6
ol 10 9,200 1,520 0.1 0.85 7,400 1,060 0.07 0.7 9,200 1,820 0.3 1
25 o2 20 8,300 1,050 0.08 0.6 6,600 740 0.05 0.4 8,300 1,260 0.24 0.85
05 30 5,400 470 0.025 0.45 4,300 330 0.01 0.2 5,400 560 0.1 0.65
0.1 12 8,000 1,600 0.12 0.9 6,400 1,120 0.08 0.8 8,000 1,920 0.36 1.1
0.2 18 7,800 1,340 0.11 0.8 6,200 940 0.07 0.7 7,800 1,610 0.33 1
3 0.3 24 7,500 1,080 0.1 0.7 6,000 760 0.06 0.5 7,500 1,300 0.3 0.9
0.5 30 6,000 700 0.05 0.6 4,800 490 0.03 0.4 6,000 840 0.15 0.8
1 36 4,200 470 0.03 0.5 3,400 330 0.01 0.3 4,200 560 0.1 0.7
0.1 16 6,000 1,680 0.15 1.2 4,800 1,180 0.1 1 6,000 2,020 0.45 15
4 02 24 5,400 1,350 0.12 1 4,300 950 0.085 0.8 5,400 1,620 0.39 14
05 32 4,800 900 0.08 0.9 3,800 630 0.04 0.7 4,800 1,080 0.25 12
1 48 3,200 380 0.04 0.8 2,600 270 0.01 0.35 3,200 460 0.12 1
5 010203 20 5,100 1,530 0.17 1.6 4,100 1,070 0.12 1.2 5,100 1,840 0.52 2
O] 40| 3,200 680 0.07 1.2 2,600 480 0.05 0.9 3,200 820 0.25 1.6
6 010203 24 3,700 1,400 0.2 2.1 3,000 980 0.12 15 3,700 1,680 0.6 2.4
O] 48 2,600 630 0.09 1.5 2,100 440 0.05 1.2 2,600 760 0.32 1.8
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Notes

[FTTFELY,

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.
M Recommend to use oil mist coolant for machining hardened steels.
M Recommend to apply helical or ramping for approaching into axial direction.

X Adjust feed rate 50% lower and cutting depth (@e) 30% lower for milling deep wall area when L/D exceeds 8 for stable milling.

X For slotting, recommend reciprocating milling by adjusting feed & ap 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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