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Work Material

ARhE

Effective

Length

i &
Motes

RERBr2oE5RBRREE

EE AN
Hardened Steslks
SKDE1 - STAVAN: HPM-38{ ~E2HRC)

Az T ira g
AR Depth of Cut
0] 4
L/D i s
Z 0.15 0.3
27 0.95 0.3
4 0,15 0.2
k3 o1 0.2
5.7 21 0.1
g 008 0.1
9.3 005 007
107 003 005
1% 002 .04
133 0ol 0,03
& 01 0.2
75 007 0.1
10 003 005
125 001 003
15 2 0.5
2 02 05
3 02 05
4 0z 0.3
5 1 0.3
3] o1 0.2
G5 008 02
7 007 015
g 007 015
9 005 0.1
10 0os 0.1
11 003 008
125 003 005
15 002 .03
175 om 002
20 0005 .01
24 3 0.4
4 02 0.3
G 01 0.2
8 0.07 015
10 nos 0.1
12 003 007
14 002 003

ELLER
Feed

i/ min

3.000
3,000
3,000
2,500
2,500
1,800
1,200
T30
5B
450
2,500
1,800
720
500
3,000
3,000
2,500
2,000
2,000
1,600
1,600
1,600
1,600
1,400
1,000
850
580
360
150
100
2,800
2,500
2,000
1,500
1,000
T30
450

[EHzEr
Spindle
Speed
rmin!
30,000
30,000
30,000
95,0030
26,000
20,000
20,000
18,000
16,0070
16,000
26,000
20,000
15,000
14,000
25,0050
25,000
26,000
20,000
18,000
16,000
16,000
165,000
16,000
14,000
14,000
14,030
12,000
12,000
10,000
10,030
20,00
20,000
18,000
16,000
14,000
12,030
10,000

tEE AN
Hardened Stesls
SKD11{ ~B2HRC)
RUEARYESE ELEE
Depth of Cut Fesd
ap mm a8 mm mmd min
0.1 0.3 2500
G 0.3 2,500
0.1 02 2,000
005 02 1,600
005 01 1,200
003 0.1 G20
003 005 820
002 003 @50
0012 0025 A0
001 002 360
007 015 2,000
005 o7 1,500
002 003 GO0
0101 002 280
02 05 2500
02 a5 2,500
02 0.3 2,000
01 0.2 1,600
0 02 1,600
01 o1 1,200
006 01 1,200
005 008 1,200
0085 008 1,200
043 005 1,000
003 005 820
002 006 O
002 003 B0
0m 002 200
Q007 001 120
0.003 Q008 BO
02 0 2,300
0,15 02 20000
007 018 1,600
005 0.1 1,200
003 007 880
002 005 GAD
001 002 400

HANIAABBO. 203 FEAEDIAAE. el2t DD —FERLET.
BMAANZAI—SEREDLET.

EOnEle 7 —J a2, LIS TIHEL T TS,
LA, WROENHC LR ENREDILHBUE T TOMEEREL T TS,

MTEEFHLIEHAEL L CEF AT TS,
#Depth of Cut: ap=Axizl Depth of Cut / 2e=Radial Depth of Cut.
#WWe recommend using ofl mist coolant.

# Adjust both spindle speed and feed at the same rate.

#Adjust milling conditions according to the volume of depth of cut and rigidity of machine,

#iLensth of tool overhang rmust be az short as poszible.

[CHEE
Spindle
Speed
rmin!
30,000
30,000
30,000
05,000
25,000
20,000
20,000
18,000
16,000
165,000
20,000
16,000
14,000
12,000
25,000
25,000
25,000
18,000
16,000
14,000
14,000
14,000
14,000
12,000
12,000
12,000
10,000
10,000
3,000
B.000
20,000
203,000
16,000
14,000
12,000
10,000
B.500

A2
High Speed Tool Steels
SRH{ ~E5HRC)
i EEE
Depth af Cut Feesd

ap mm 38 mm A min
0.1 02 2,000
01 o2 2,000
01 | 1,600
Q.08 01 1.200
005 0os 860
002 008 a0
002 003 G50
001 002 EB0
(.008 0015 400
0007 om 300
005 R 1.600
Q.03 Q05 1.200
0ms 0oz 480
001 om 300
015 03 2,000
015 03 2,000
015 03 1,600
01 0z 1.200)
01 01 1,200
005 1 o40
.04 008 Q40
.03 007 G40
0.03 007 G40
Q.02 003 850
002 003 Tan
Q.02 002 G0
001 002 420
Q008 om 240
Q005 Q007 100
(.00 0003 &0
018 04 2,000
0.1 015 1600
005 01 1,200
Q.03 Q05 1,000
002 003 T0
001 oong B0
0.007 0o a20

Sz
Spindle
Speed
Frin !
25,000
25,000
25,000
20,000
20,000
18,000
18,000
16,000
14,000
14,000
18,000
14,0000
12,000
10,000
20,000
20,0000
20,000
113,000
14,000
12,000
12,000
12,000
12,000
10,000
10,000
10,000
8,500
8500
&,800
5,800
18,000
18,000
14,000
10,0000
8,000
7000
G,200



