2HRR & 2HCR

High Speed Milling Condition

T ey D) 543
' . Copper Aalloy
HRC HRC 30 ~ 45 HRC45~55
Qutside Depth Speed Feed Denth Speed Feed Depth Speed Feed
Diameter of Cut (min-") (mm/min) of Cut (min-") (mm/min) of Cut (min-") (mm/min)
Ad(mm) Ad(mm) Ad(mm)
0.2 0.002~0.005 30,000~38,000 80~150 0.002~0.005 32,000~42,000 60~120 0.002~0.005 30,000~38,000  120~220
03 0.005~0.007 28,000~35,000  100~200 0.003~0.006 30,000~36,000 80~160 0.005~0.018 28,000~35,000  180~260
04 0.005~0.010 25,000~30,000  200~350 0.003~0.008 28,000~35,000  120~300 0.005~0.024 25,000~30,000  200~360
05 0.005~0.020 18,000~30,000  200~500 0.005~0.010 20,000~25,000  150~350 0.005~0.030 22,000~30,000  220~600
0.6 0.006~0.030 18,000~30,000  180~600 0.006~0.020 12,000~25,000  100~400 0.006~0.030 18,000~30,000  250~650
0.7 0.007~0.030 18,000~30,000  140~650 0.007~0.020 12,000~25,000  100~450 0.007~0.050 18,000~30,000  250~700
038 0.008~0.030 14,000~25,000 250~1,100 0.008~0.025 12,000~25,000  150~900 0.008~0.060 14,000~25,000 400~1,400
1.0 0.010~0.050 14,000~25,000 250~1,100 0.005~0.050 10,000~20,000  150~900 0.010~0.080 14,000~25,000 500~2,000
12 0.010~0.050 11,000~25,000 300~1,100 0.008~0.050 10,000~18,000  150~800 0.010~0.080 11,000~25,000 600~2,000
15 0.015~0.090 10,000~20,000 300~1,600 0.005~0.060 8,000~18,000  180~1,000 0.015~0.090 10,000~20,000 800~2,000
20 0.020~0.120  9,000~18,000  300~2,000 0.010~0.050 8,000~16,000  250~1,000 0.020~0.130  9,000~18,000 1,200~2,500
25 0.050~0.130 8,000~18,000  300~2,000 0.035~0.070 8,000~16,000  250~1,000 0.050~0.130 8,000~18,000 1,200~2,800
30 0.030~0.150  5,000~18,000  400~1,800 0.010~0.080 6,000~10,000  250~1,000 0.030~0.200 5,000~18,000 1,500~3,000
40 0.030~0.200 5,000~14,000 500~1,500  0.025~0.200 4,000~10,000 300~1,000  0.030~0.300 5,000~14,000 1,500~3,200
50 0.100~0.200 5,000~14,000  500~1,800 0.100~0.200 4,000~13,000  400~1,500 0.100~0.400 5,000~14,000 1,500~3,200
6.0 0.100~0.200  4,000~9,000 1,000~2,000 0.100~0.200 4,000~13,000 800~1,200  0.200~0.400 8,000~14,000 2,500~3,500
80 0.100~0.200  3,500~6,000  1,000~2,000 0.100~0.200  3,500~7,500 800~1,200 0.200~0.400 7,000~12,000 2,500~4,000
10.0 0.100~0.200  3,000~5,000 1,000~2,000 0.100~0.200 3,000~6,000 ~ 800~1,200  0.200~0.400 5,000~12,000 2,500~4,500
12.0 0.100~0.200  3,000~5,000  1,000~2,000 0.100~0.200  3,000~5,000 800~1,200 0.200~0.400  3,000~9,000  2,500~4,500
16.0 0.100~0.200 1,800~3,000 1,000~2,000 0.100~0.200 1,800~3,000 800~1,200 0.200~0.400 1,800~3,000 2,500~4,500
20.0 0.100~0.200 1,200~2,500 1,000~2,000 0.100~0.200 1,200~2,500 800~1,200 0.200~0.400 1,200~2,500 2,500~4,500
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Use a rigid precise machine and holder
Ad(mm) : Axial Depth of Cut.
For milling steels, air blow or MQL(Oil Mist) are recommended.

. Adjust both Spindle speed and Feedrate by the same proportion.
. The above condition are only reference. In actual machining conditions adjust these parameters according to the milling shape, machine

capability and the operation environment.
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