MRBH230

tﬂﬁu%ﬁﬁ%ﬁ Recommended Milling Conditions
# 17 & #4 K-018

oI FEE AN BEE AN _ NT R R —
el Ml Hardened Steels Hardened Steels High Speed Tool Steels
SKD61-STAVAX-HPM-38 (~52HRC) SKD11 (~62HRC) SKH (~65HRC)
HEE TWIAKRE  |XWRE| DI TIAHE | EWVIRE| O PIWIAKRE |XWEE| O
R | BHE BIE Depth of Cut Feed  [Spindle Speed Depth of Cut Feed |Spindle Speed Depth of Cut Feed |Spindle Speed
Radius | Effectivelength | DEE —
YD @pmm | demm | mm/min | min" | Gpmm | @emm | mm/min | min® | dpmm | demm | mm/min | min’
0.2 2.0 | 0.003 | 0.005 120 | 40,000 | 0.002 | 0.005 100 | 40,000 | 0.002 | 0.003 70 | 40,000
0.05 0.3 3.0 | 0.003 | 0.005 100 | 40,000 | 0.002 | 0.005 70 | 40,000 | 0.002 | 0.003 50 | 40,000
0.5 5.0 | 0.002 | 0.003 70 | 40,000 | 0.001 | 0.003 50 | 40,000 | 0.001 | 0.002 30 | 40,000 S
0.3 2.0 | 0.003 | 0.005 180 | 40,000 | 0.002 | 0.005 150 | 40,000 | 0.002 | 0.003 100 | 40,000
0.075 | 0.5 3.3 | 0.003 | 0.005 150 | 40,000 | 0.002 | 0.005 120 | 40,000 | 0.002 | 0.003 70 | 40,000
1 6.7 || 0.002 | 0.003 70 | 40,000 | 0.001 | 0.003 50 | 40,000 | 0.001 | 0.002 30 | 40,000
0.3 1.5 | 001 0.01 350 | 40,000 | 0.006 | 0.005 300 | 40,000 | 0.003 | 0.003 200 | 40,000
0.5 2.5 | 0.008 | 0.01 320 | 40,000 | 0.005 | 0.005 280 | 40,000 | 0.003 | 0.003 180 | 40,000 ]
0.75 3.8 | 0.005 | 0.01 280 | 40,000 | 0.003 | 0.005 200 | 40,000 | 0.002 | 0.003 150 | 40,000
1 5.0 | 0.003 | 0.005 250 | 40,000 | 0.002 | 0.003 160 | 40,000 | 0.001 | 0.002 120 | 40,000
0.1 1.25 6.3 || 0.003 | 0.005 180 | 40,000 | 0.002 | 0.003 140 | 40,000 | 0.001 | 0.002 100 | 40,000
’ 1.5 7.5 || 0.003 | 0.005 150 | 40,000 | 0.002 | 0.003 120 | 40,000 | 0.001 | 0.002 80 | 40,000
1.75 8.8 | 0.002 | 0.003 120 | 40,000 | 0.001 | 0.002 100 | 40,000 | 0.001 | 0.002 60 | 40,000
2 10.0 || 0.002 | 0.003 100 | 40,000 | 0.001 | 0.002 80 | 40,000 | 0.001 | 0.001 50 | 40,000
2.5 12.5 | 0.001 | 0.002 70 | 40,000 | 0.001 | 0.001 60 | 40,000 | 0.001 | 0.001 40 | 40,000
3 15.0 || 0.001 | 0.001 50 | 40,000 | 0.001 | 0.001 40 | 40,000 [ 0.001 | 0.001 30 | 40,000
0.5 1.7 | 0.01 0.015 350 | 40,000 | 0.007 | 0.01 300 | 40,000 | 0.003 | 0.005 280 | 40,000
0.6 2.0 | 0.007 | 0.01 350 | 40,000 | 0.005 | 0.007 300 | 40,000 | 0.003 | 0.005 250 | 40,000 _g 9
0.75 2.5 | 0.007 | 0.01 330 | 40,000 | 0.005 | 0.007 280 | 40,000 | 0.003 | 0.005 230 | 40,000 = T7‘
1 3.3 | 0.007 | 0.01 320 | 40,000 | 0.005 | 0.007 250 | 40,000 | 0.003 | 0.005 200 | 40,000 = )b%j
1.25 4.2 || 0.005 | 0.007 280 | 40,000 | 0.003 | 0.005 200 | 40,000 | 0.002 | 0.003 160 | 40,000 = 7
1.5 5.0 | 0.005 | 0.007 230 | 40,000 | 0.003 | 0.005 180 | 40,000 | 0.002 | 0.003 120 | 40,000
0.15 1.75 5.8 | 0.003 | 0.005 180 | 40,000 | 0.002 | 0.003 150 | 40,000 | 0.002 | 0.002 100 | 40,000
2 6.7 || 0.003 | 0.005 150 | 40,000 | 0.002 | 0.003 120 | 40,000 | 0.002 | 0.002 90 | 40,000
2.25 7.5 | 0.002 | 0.003 120 | 40,000 | 0.001 | 0.002 100 | 40,000 | 0.001 | 0.001 80 | 40,000
2.5 8.3 | 0.002 | 0.003 100 | 40,000 | 0.001 | 0.002 80 | 40,000 | 0.001 | 0.001 70 | 40,000 —
3 10.0 || 0.001 | 0.003 80 | 40,000 | 0.001 | 0.002 70 | 40,000 | 0.001 | 0.001 60 | 40,000
35 11.7 | 0.001 | 0.002 70 | 40,000 | 0.001 | 0.001 60 | 40,000 | 0.001 | 0.001 50 | 40,000
4 13.3 || 0.001 | 0.002 60 | 40,000 | 0.001 | 0.001 50 | 40,000 | 0.001 | 0.001 40 | 40,000
0.5 1.3 | 003 |0.05 800 | 40,000 | 0.03 | 0.03 720 | 40,000 | 0.009 | 0.02 580 | 40,000
0.8 2.0 | 0.02 ]0.05 800 | 40,000 0.02 |0.03 720 | 40,000 | 0.008 | 0.02 580 | 40,000 ]
1 25 | 002 |005 800 | 40,000 [ 0.02 | 0.03 720 | 40,000 | 0.008 | 0.02 580 | 40,000
1.5 3.8 | 0.01 0.03 620 | 40,000 | 0.01 0.02 500 | 40,000 | 0.005 | 0.01 400 | 40,000
2 5.0 | 0.0 0.02 500 | 40,000 | 0.01 0.01 380 | 40,000 | 0.005 | 0.007 300 | 40,000
0.2 25 6.3 | 0007 | 0.0 420 | 40,000 | 0.005 | 0.007 300 | 40,000 | 0.003 | 0.005 260 | 40,000
’ 3 7.5 || 0.007 | 0.01 300 | 40,000 | 0.005 | 0.007 240 | 40,000 | 0.003 | 0.005 200 | 40,000
3.5 8.8 | 0.005 | 0.007 230 | 40,000 | 0.003 | 0.005 160 | 40,000 | 0.002 | 0.003 120 | 40,000 |
4 10.0 || 0.005 | 0.005 160 | 30,000 | 0.003 | 0.003 120 | 30,000 | 0.002 | 0.003 90 | 30,000
4.5 11.3 || 0.003 | 0.005 100 | 30,000 | 0.002 | 0.003 80 | 30,000 | 0.001 | 0.002 60 | 30,000
5 12.5 | 0.002 | 0.003 70 | 30,000 | 0.001 | 0.002 50 | 30,000 | 0.001 | 0.002 40 | 30,000
6 15.0 | 0.001 | 0.002 50 | 30,000 | 0.001 | 0.001 40 | 30,000 | 0.001 | 0.001 30 | 30,000
1 2.0 | 0.03 | 0.05 1,000 | 40,000 [ 0.02 | 0.03 860 | 40,000 | 0.01 0.02 650 | 40,000
1.5 3.0 | 0.02 |0.05 850 | 40,000 | 0.01 0.03 720 | 40,000 | 0.007 | 0.02 520 | 40,000 -
2 4.0 | 002 | 003 720 | 40,000 | 0.01 0.02 650 | 40,000 | 0.007 | 0.01 400 | 40,000
25 5.0 | 0.0 0.02 600 | 40,000 | 0.007 | 0.01 530 | 40,000 | 0.005 | 0.007 360 | 40,000
3 6.0 | 0.01 0.02 500 | 40,000 | 0.007 | 0.01 420 | 40,000 | 0.005 | 0.007 320 | 40,000
B85 7.0 || 0.007 | 0.01 420 | 40,000 | 0.005 | 0.007 360 | 40,000 | 0.003 | 0.005 280 | 40,000
0.25 4 8.0 | 0.007 | 0.01 350 | 40,000 | 0.005 | 0.007 300 | 40,000 | 0.003 | 0.005 260 | 40,000
4.5 9.0 || 0.005 | 0.005 300 | 40,000 | 0.003 | 0.003 260 | 40,000 | 0.002 | 0.003 220 | 40,000
5 10.0 || 0.005 | 0.005 240 | 33,000 | 0.003 | 0.003 200 | 33,000 | 0.002 | 0.003 180 | 33,000
5.5 11.0 | 0.003 | 0.005 200 | 30,000 | 0.002 | 0.003 160 | 30,000 | 0.001 | 0.002 120 | 30,000
6 12.0 || 0.002 | 0.003 120 | 30,000 | 0.001 | 0.002 80 | 30,000 | 0.001 | 0.002 70 | 30,000
8 16.0 | 0.002 | 0.002 75 130,000 | 0.001 | 0.002 60 | 30,000 | 0.001 | 0.002 50 | 30,000
10 20.0 | 0.001 | 0.002 40 | 20,000 | 0.001 | 0.002 30 | 20,000 | 0.001 | 0.001 20 | 20,000
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tﬂﬁ“%ﬁ:ﬁ%ﬁ Recommended Milling Conditions

L B o FEE AN SES AN ' N1 R
Work Material Hardened Steels Hardened Steels High Speed Tool Steels
SKD61-STAVAX-HPM-38 (~52HRC) SKD11 (~62HRC) SKH (~65HRC)
HEE PIVIAKE | XWERE| DERH PTIVAKE | EVRE| DERH PVIAKE  |EVDIRE| OE5RE
RH1RX| BHE | BIE Depth of Cut Feed |SpindleSpeed|  Depth of Cut Feed |SpindleSpeed|  Depth of Cut Feed |Spindle Speed
— Radius | Effectivelength | @DEE
YD1 3pmm | demm | mm/min | min' | @pmm | @emm | mm/min | min® | dpmm | demm | mm/min | min’
1 1.7 | 005 | 0.1 1,400 | 40,000 | 0.03 | 0.06 1,000 | 40,000 | 0.02 | 0.05 720 | 30,000
1.5 25| 005 |01 1,400 | 40,000 | 0.03 | 0.06 1,000 | 40,000 | 0.02 | 0.05 720 | 30,000
- 2 3.3 || 0.05 0.1 1,400 | 40,000 | 0.03 0.06 1,000 | 40,000 | 0.02 0.05 720 | 30,000
2.5 4.2 || 0.03 0.05 1,200 | 40,000 | 0.02 0.04 840 | 40,000 | 0.02 0.03 640 | 30,000
3 5.0 || 0.03 0.05 1,200 | 40,000 | 0.02 0.04 840 | 40,000 | 0.02 0.03 640 | 30,000
35 5.8 || 0.02 0.03 1,000 | 40,000 | 0.01 0.03 620 | 40,000 | 0.0 0.02 480 | 30,000
|- 4 6.7 || 0.02 0.03 1,000 | 40,000 | 0.01 0.03 620 | 40,000 | 0.0 0.02 480 | 30,000
0.3 4.5 7.5 | 0.02 0.03 900 | 35,000 | 0.01 0.02 580 | 35,000 [ 0.008 | 0.015 430 | 30,000
’ 5 8.3 || 0.01 0.02 720 | 30,000 | 0.007 | 0.015 500 | 30,000 | 0.007 | 0.01 400 | 30,000
55 9.2 || 0.01 0.015 700 | 30,000 | 0.007 | 0.01 450 | 30,000 | 0.005 | 0.008 360 | 30,000
6 10.0 || 0.007 | 0.01 500 | 30,000 [ 0.005 | 0.007 380 | 30,000 [ 0.004 | 0.006 320 | 30,000
7 11.7 | 0.005 | 0.007 400 | 25,000 | 0.003 | 0.005 300 | 25,000 | 0.003 | 0.003 260 | 20,000
8 13.3 | 0.003 | 0.005 320 | 25,000 | 0.003 | 0.003 260 | 25,000 [ 0.002 | 0.003 220 | 20,000
9 15.0 | 0.003 | 0.003 280 | 25,000 | 0.003 | 0.002 220 | 25,000 | 0.001 | 0.002 160 | 20,000
10 16.7 | 0.002 | 0.003 150 | 20,000 | 0.002 | 0.002 120 | 20,000 | 0.001 | 0.002 100 | 18,000
12 20.0 || 0.002 | 0.002 80 | 20,000 | 0.002 | 0.002 60 | 20,000 | 0.001 | 0.002 50 | 18,000
9 ) 2 2.9 | 007 |01 1,600 | 40,000 | 0.05 | 0.08 1,300 | 40,000 | 0.03 | 0.07 1,000 | 30,000
Tg% 0.35 4 5.7 11004 | 0.06 1,300 | 40,000 | 0.03 | 0.04 820 | 40,000 | 0.015 | 0.02 600 | 30,000
Ly @ ’ 6 8.6 || 0.0 0.03 800 | 30,000 | 0.01 0.015 500 | 30,000 | 0.006 | 0.01 420 | 25,000
7 = 8 11.4 | 0.006 | 0.01 520 | 25,000 | 0.005 | 0.006 380 | 20,000 | 0.004 | 0.006 250 | 20,000
2 2.5 || 0.1 0.15 2,000 | 40,000 [ 0.07 | 0. 1,600 | 40,000 | 0.05 | 0.1 1,200 | 30,000
3 3.8 | 0.1 0.15 2,000 | 40,000 [ 0.07 | 0.1 1,600 | 40,000 [ 0.05 | 0.05 1,200 | 30,000
4 5.0 || 005 | 0.1 1,600 | 40,000 | 0.05 | 0.05 1,200 | 40,000 | 0.03 | 0.05 860 | 30,000
5 6.3 || 005 | 0.05 1,600 | 40,000 | 0.03 | 0.05 1,000 | 40,000 | 0.02 | 0.03 620 | 30,000
VR 0.4 6 7.5 1003 | 005 1,200 | 30,000 | 0.02 | 0.03 760 | 30,000 | 0.0 0.02 560 | 25,000
7 8.8 |1 002 | 0.03 1,000 | 30,000 | 0.01 0.02 680 | 30,000 | 0.007 | 0.01 520 | 25,000
8 10.0 | 0.01 0.02 820 | 30,000 | 0.007 | 0.0 600 | 30,000 | 0.005 | 0.01 480 | 25,000
10 12.5 || 0.005 | 0.005 450 | 25,000 | 0.003 | 0.003 380 | 25,000 | 0.002 | 0.003 320 | 20,000
— 12 15.0 || 0.003 | 0.005 320 | 20,000 [ 0.002 | 0.003 260 | 20,000 [ 0.002 | 0.002 200 | 20,000
2 2.2 |01 0.2 2,200 | 40,000 ] 0.08 | 0.15 1,800 | 30,000 | 0.06 | 0.1 1,300 | 30,000
0.45 4 4.4 | 0.05 0.12 1,800 | 40,000 | 0.04 0.08 1,400 | 30,000 | 0.03 0.05 900 | 25,000
’ 6 6.7 | 0.035 | 0.05 1,200 | 30,000 | 0.025 | 0.035 800 | 25,000 | 0.015 | 0.025 600 | 20,000
8 8.9 || 0.025 | 0.04 1,000 | 30,000 | 0.015 | 0.025 700 | 23,000 | 0.008 | 0.015 500 | 20,000
2 2.0 | 0.1 0.3 2,500 | 40,000 | 0.1 0.2 2,000 | 30,000 | 0.08 0.1 1,400 | 25,000
_ 2.5 2.5 || 0.1 03 2,500 | 40,000 | 0.1 0.2 2,000 | 30,000 | 0.08 0.1 1,400 | 25,000
3 3.0 | 0.1 0.3 2,500 | 40,000 [ 0.1 0.2 2,000 | 30,000 | 0.08 0.1 1,400 | 25,000
4 4.0 | 0.1 0.2 2,500 | 40,000 | 0.05 0.15 1,800 | 30,000 | 0.05 0.1 1,200 | 25,000
5 5.0 || 0.05 0.15 2,000 | 30,000 | 0.04 0.1 1,600 | 25,000 | 0.03 0.05 920 | 20,000
6 6.0 || 0.05 0.1 1,800 | 30,000 | 0.04 0.05 1,200 | 25,000 | 0.02 0.05 740 | 20,000
7 7.0 || 004 | 0.06 1,200 | 30,000 | 0.03 | 0.04 950 | 25,000 | 0.02 | 0.03 680 | 20,000
- 8 8.0 || 0.04 | 0.06 1,000 | 30,000 | 0.03 | 0.04 860 | 25,000 | 0.02 | 0.03 560 | 20,000
0.5 9 9.0 || 0.03 | 0.05 820 | 25,000 | 0.02 | 0.03 750 | 20,000 | 0.01 0.02 500 | 18,000
10 10.0 | 0.03 | 0.05 750 | 25,000 [ 0.02 | 0.03 620 | 20,000 | 0.01 0.02 450 | 18,000
12 12.0 | 0.01 0.03 600 | 20,000 | 0.007 | 0.02 520 | 18,000 | 0.005 | 0.01 400 | 16,000
13 13.0 | 0.008 | 0.02 500 | 20,000 | 0.005 | 0.01 420 | 18,000 | 0.003 | 0.006 350 | 16,000
14 14.0 | 0.005 | 0.01 420 | 20,000 | 0.003 | 0.007 360 | 18,000 [ 0.002 | 0.005 320 | 16,000
16 16.0 | 0.005 | 0.005 300 | 18,000 [ 0.003 | 0.005 250 | 16,000 [ 0.002 | 0.003 200 | 14,000
18 18.0 | 0.003 | 0.005 180 | 18,000 | 0.002 | 0.005 120 | 16,000 | 0.002 | 0.002 85 | 14,000
20 20.0 || 0.003 | 0.003 100 | 16,000 | 0.002 | 0.003 75 | 14,000 | 0.002 | 0.002 60 | 12,000
22 22.0 | 0.002 | 0.003 50 | 14,000 | 0.002 | 0.002 40 | 12,000 | 0.001 | 0.002 35 | 10,000
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oI FEE AN BEE AN _ NT R R —
el Ml Hardened Steels Hardened Steels High Speed Tool Steels
SKD61-STAVAX-HPM-38 (~52HRC) SKD11 (~62HRC) SKH (~65HRC)
WEE | GURKE  [RUEE| BER | DUAGE EUEE| BEM | DURE  RUEE BEN
R | BHE BIE Depth of Cut Feed  [Spindle Speed Depth of Cut Feed |Spindle Speed Depth of Cut Feed |Spindle Speed
Radius | Effectivelength | DEE —
YD @pmm | demm | mm/min | min" | Gpmm | @emm | mm/min | min® | dpmm | demm | mm/min | min’
2.4 2.0 | 01 03 2,500 | 30,000 | 0.1 0.2 2,000 | 30,000 0.05 | 0.1 1,600 | 25,000
4 33 |01 0.2 2,500 | 30,000 ] 0.07 |02 2,000 | 30,000 | 0.05 | 0.1 1,600 | 25,000
6 5.0 | 0.07 |01 2,000 | 30,000 0.05 | 0.1 1,600 | 25,000 | 0.03 | 0.07 1,200 | 20,000 _
0.6 8 6.7 | 0.05 | 0.1 1,600 | 30,000 | 0.03 | 0.07 1,200 | 25,000 | 0.02 | 0.05 920 | 20,000
’ 10 8.3 | 0.03 | 007 1,200 | 20,000 | 0.02 | 0.05 860 | 20,000 | 0.01 0.03 680 | 18,000
12 10.0 | 002 | 0.05 860 | 20,000 | 0.01 0.03 620 | 20,000 | 0.007 | 0.02 480 | 18,000
14 11.7 | 002 | 0.03 600 | 18,000 | 0.01 0.02 400 | 18,000 | 0.005 | 0.01 300 | 16,000
16 13.3 || 0.01 0.02 350 | 16,000 | 0.005 | 0.01 250 | 16,000 | 0.003 | 0.007 130 | 14,000
8 57 012 |02 2,500 | 30,000 | 0.08 | 0.15 1,800 | 20,000 | 0.03 | 0.08 1,000 | 20,000
0.7 |12 8.6 | 007 |0.12 1,400 | 20,000 | 0.04 | 0.08 1,500 | 18,000 | 0.015 | 0.05 700 | 18,000
16 11.4 | 002 | 005 700 | 17,000 | 0.0 0.03 600 | 17,000 | 0.008 | 0.02 450 | 16,000
3 2.0 | 015 |03 3,000 | 30,000 | 0.1 0.3 2,500 | 30,000 | 0.1 0.2 2,000 | 25,000
4 2.7 | 015 |03 3,000 | 30,000 | 0.1 0.3 2,500 | 30,000 | 0.1 0.2 2,000 | 25,000
6 4.0 | 015 |02 3,000 | 30,000 | 0.1 0.2 2,000 | 30,000 | 0.1 0.1 1,600 | 25,000
8 5.3 | 0.1 0.2 2,500 | 25,000 [ 0.05 | 0.2 1,600 | 25,000 0.05 | 0.1 1,200 | 20,000
10 6.7 || 0.1 0.1 2,500 | 25,000 | 0.05 | 0.1 1,200 | 25,000 | 0.05 | 0.05 860 | 20,000
0.75 12 8.0 | 005 |01 1,800 | 20,000 ] 0.03 | 0.1 920 | 20,000 | 0.02 | 0.05 780 | 18,000 _g 1“9
) 14 9.3 | 005 | 007 1,200 | 20,000 | 0.03 | 0.05 820 | 20,000 | 0.02 | 0.03 650 | 18,000 z '|‘ 7
16 10.7 || 003 | 0.05 720 | 18,000 | 0.02 | 0.03 650 | 18,000 | 0.01 0.02 580 | 16,000 § }l«%j
18 12.0 | 002 | 0.04 550 | 16,000 | 0.012 | 0.025 400 | 16,000 | 0.008 | 0.015 400 | 14,000 = 7
20 13.3 | 0.01 0.03 450 | 16,000 | 0.01 0.02 360 | 16,000 | 0.007 | 0.01 300 | 14,000
22 14.7 | 0.01 0.02 330 | 14,000 | 0.01 0.01 250 | 14,000 | 0.007 | 0.007 200 | 12,000
30 20.0 | 0.005 | 0.005 80 | 10,000 | 0.003 | 0.005 60 | 10,000 | 0.003 | 0.003 40 | 8,000
8 5.0 | 0.1 0.2 2,500 | 25,000] 0.07 | 0.15 2,000 | 20,000 0.05 | 0.1 1,600 | 18,000
0.8 12 7.5 007 |01 1,800 | 20,000 0.05 | 0.07 1,500 | 16,000 | 0.03 | 0.05 1,200 | 14,000 VA
16 10.0 | 003 | 0.05 720 | 16,000 | 0.02 | 0.03 600 | 14,000 | 0.015 | 0.02 480 | 12,000
20 12.5 || 0.01 0.03 500 | 14,000 | 0.01 0.02 380 | 12,000 | 0.0 0.01 300 | 10,000
3 1.5 |02 05 3,000 | 25,000 | 0.2 05 2,500 | 25,000] 015 | 0.3 2,000 | 20,000
4 2.0 |02 05 3,000 | 25,000 | 0.2 05 2,500 | 25,0001 015 |03 2,000 | 20,000 —_— Tt
6 3.0 |02 05 2,500 | 25,000 | 0.2 03 2,000 | 25,000] 015 |03 1,600 | 20,000
8 4.0 | 02 0.3 2,000 | 20,000 0.1 0.2 1,600 | 18,000 | 0.1 0.2 1,200 | 16,000
10 5.0 | 0.1 0.3 2,000 | 18,000 | 0.1 0.2 1,600 | 16,000 | 0.1 0.1 1,200 | 14,000
12 6.0 || 0.1 0.2 1,600 | 16,000 | 0.1 0.1 1,200 | 14,000 | 0.05 | 0.1 940 | 12,000
13 6.5 | 008 |02 1,600 | 16,000 | 0.06 | 0.1 1,200 | 14,000 | 0.04 | 0.08 940 | 12,000
1 14 7.0 | 007 | 0.15 1,600 | 16,000 | 0.05 | 0.08 1,200 | 14,000 | 0.03 | 0.07 940 | 12,000 |
16 8.0 | 0.07 |0.15 1,600 | 16,000 | 0.05 | 0.08 1,200 | 14,000 | 0.03 | 0.07 940 | 12,000
18 9.0 | 0.05 | 0.1 1,400 | 14,000 | 0.03 | 0.05 1,000 | 12,000 | 0.02 | 0.03 850 | 10,000
20 10.0 || 005 | 0.1 1,000 | 14,000 | 0.03 | 0.05 820 | 12,000 | 0.02 | 0.03 720 | 10,000
22 11.0 | 003 | 0.08 850 | 14,000 | 0.02 | 0.06 700 | 12,000 | 0.02 | 0.02 600 | 10,000
25 12.5 | 003 | 0.05 680 | 12,000 | 0.02 | 0.03 560 | 10,000 | 0.01 0.02 420 | 8,500
30 15.0 || 002 | 0.03 360 | 12,000 | 0.01 0.02 300 | 10,000 | 0.008 | 0.01 240 | 8,500
35 17.5 || 0.01 0.02 150 | 10,000 | 0.007 | 0.01 120 | 8,000 | 0.005 | 0.007 100 | 6,800
40 20.0 | 0.005 | 0.01 100 | 10,000 | 0.003 | 0.005 80 | 8,000 | 0.002 | 0.003 50 | 6,800
6 24 |03 0.4 2,800 | 20,000 | 0.2 05 2,300 | 20,000 0.15 | 0.4 2,000 | 18,000
8 3.2 025 |03 2,600 | 20,000 0.15 |03 2,100 | 20,000 0.12 | 0.25 1,800 | 18,000
10 4.0 | 02 0.3 2,500 | 20,000] 0.15 | 0.2 2,000 | 20,000 | 0.1 0.15 1,600 | 18,000
1.25 15 6.0 | 0.1 0.2 2,000 | 18,0001 0.07 | 0.15 1,600 | 16,000 | 0.05 | 0.1 1,200 | 14,000
’ 20 8.0 | 0.07 |0.15 1,500 | 16,000 | 0.05 | 0.1 1,200 | 14,000 | 0.03 | 0.05 1,000 | 10,000
25 10.0 | 005 | 0.1 1,000 | 14,000 ] 0.03 | 0.07 850 | 12,000 | 0.02 | 0.03 720 | 8,000
30 12.0 | 003 | 0.07 720 | 12,000 | 0.02 | 0.05 640 | 10,000 | 0.01 0.02 580 | 7,000
35 14.0 | 002 |0.03 450 | 10,000 | 0.01 0.02 400 | 8,500 0.007 | 0.01 320 | 6,200

E-029



MRBH230

tﬂﬁ“%ﬁ:*}%ﬁ Recommended Milling Conditions

et fEE AN EE AN NT R
Work Material Hardened Steels Hardened Steels High Speed Tool Steels
— oreHatena SKD61+STAVAX-HPM-38 (~52HRC) SKD11(~62HRC) SKH (~65HRC)

HEE UIVIAKE | XWEE| DEH UAKRE  |EVERE| O PIVIAHE | EVDEE| OERE
RPAR| BUR | B Depth of Cut Feed |[SpindleSpeed|  Depth of Cut Feed |[SpindleSpeed|  Depth of Cut Feed |Spindle Speed
Radius | Effectivelength | GDEE
L/D

1 1

dpmm | demm | mm/min | min" | dpmm | demm | mm/min | min

6 2.0 | 02 0.8 3.000 | 20,000 | 0.2 0.6 2,500
8 2.7 |02 0.8 3.000 | 20,000 [ 0.2 0.6 2,500
10 3.3 )02 0.6 2,500 | 20,000 | 0.2 0.4 2,000

dpmm | demm | mm/min | min’

8,000 [ 0.2 05 2,000 | 14,000
8,000 ] 0.2 05 2,000 | 14,000
8,000 [ 0.1 03 1,500 | 14,000

12 4.0 | 02 0.6 2,500 | 20,000 [ 0.2 0.4 2,000 | 18,000 | 0.1 0.3 1,500 | 14,000

— 1 14 4.7 || 0.1 0.4 2,000 | 18,000 0.1 0.3 1,600 | 16,000 | 0.1 0.2 1,200 | 12,000
1.5 16 5.3 || 0.1 0.4 2,000 | 18,000 [ 0.1 0.3 1,600 | 16,000 | 0.1 0.2 1,200 | 12,000

20 6.7 | 0.1 03 1,600 | 18,000 [ 0.1 0.2 1,200 | 16,000 | 0.1 0.1 960 | 12,000

25 8.3 || 0.1 0.2 1,200 | 16,000 [ 0.07 | 0.15 920 | 14,000 0:05 0.07 800 | 10,000

|- 30 10.0 | 007 |01 750 | 14,000 | 0.05 | 0.07 640 | 12,000 0.03 | 0.05 600 | 8,600
85 11.7 1005 | 0.1 620 | 12,000 | 0.03 | 0.07 500 | 10,000 | 0.02 | 0.05 420 | 7.200
40 13.3 | 003 | 007 450 | 10,000 ] 0.02 | 0.05 320 | 8200|0.01 ]0.03 260 | 6,400
15 43 025 |1 3,000 | 20,000 015 |05 2,300 | 16,000 013 | 04 1,500 | 14,000

1
20 5.7 | 018 |06 2,500 | 18,000 0.1 0.3 1,800 | 15,000 | 0.1 0.2 1,200 | 12,000
25 7.1 1012 | 035 1,800 | 16,000 | 0.1 0.2 1,600 | 14,000 [ 0.06 | 0.12 1,000 | 10,000
1.75 30 8.6 || 0.1 0.25 1,500 | 14,000 [ 0.07 | 0.15 950 | 11,000 0.05 | 0.08 800 | 9,000
1 1
1

35 10.0 0:08 0.2 1,200 | 13,000 | 0.07 | 0.12 800 | 10,000 0:03 0.06 650 | 7.500

40 11.4 | 007 |01 800 | 11,000 ] 0.04 | 0.07 720 | 9,000]0.02 | 0.05 450 | 7,000

45 12.9 | 006 | 0.07 700 | 10,000 | 0.035 | 0.05 600 | 7.500] 0.015 | 0.03 320 | 6,000

= 8 2.0 | 03 15 3,000 | 20,000 | 0.2 0.8 2,500 | 16,000 | 0.2 0.6 2,000 | 12,000
RS 10 25 |03 15 3,000 | 20,000 ] 0.2 0.8 2,500 | 16,000 | 0.2 0.6 2,000 | 12,000
}L% E 12 3.0 |03 15 3,000 | 20,000 | 0.2 0.8 2,500 | 16,000 | 0.2 0.6 2,000 | 12,000
‘77 g 14 3.5 |03 15 3,000 | 20,000 ] 0.2 0.8 2,000 | 16,000 | 0.2 0.6 1,600 | 12,000
15 3.8 |03 15 3,000 | 20,000 | 0.2 0.8 2,000 | 16,000 | 0.2 0.6 1,600 | 12,000

5 20 5.0 | 0.2 1 2,400 | 16,000 [ 0.1 0.6 1,800 | 14,000 [ 0.1 0.4 1,400 | 10,000

25 6.3 |02 0.8 1,600 | 16,000 [ 0.1 0.4 1,200 | 14,000 | 0.1 0.2 1,000 | 10,000

30 7.5 || 0.1 0.3 1,600 | 14,000 [ 0.07 | 0.2 1,200 | 10,000 [ 0.05 |0.15 | 1,000 | 8200

35 8.8 | 0.1 0.2 1,200 | 14,000 [ 0.07 | 015 | 1,000 | 10,000 [ 0.05 | 0.1 820 | 8,200

P2 40 10.0 | 007 | 015 | 1,200 | 12,000 [ 005 | 0.1 1,000 | 8600|003 | 0.07 820 | 6,800

45 11.3 | 007 |01 750 | 12,000 | 0.05 | 0.07 620 | 8600]0.03 | 0.05 500 | 6,800

50 12.5 | 005 | 0.08 550 | 10,000 | 0.03 | 0.05 500 | 7,500 0.02 |0.03 420 | 5,500

10 2.0 |03 15 3,000 | 18,000 | 0.2 12 2,500 | 12,000 | 0.2 0.7 2,000 | 9200

ST B 15 3.0 |03 15 3,000 | 18,000 ] 0.2 1.2 2,500 | 12,000 ] 0.2 0.7 2,000 | 9200
25 20 4.0 | 03 1.2 3,000 | 15,000 | 0.2 1 2,000 | 10,000 0.15 |05 1,600 | 8,000

’ 25 5.0 | 0.2 1 2,500 | 15,000) 0.15 | 08 1,800 | 8600 [ 0.1 03 1,200 | 7200

30 6.0 | 02 0.8 2,000 | 12,000 015 |05 1,500 | 7,600 [ 0.1 0.2 860 | 6,400

40 8.0 || 0.1 0.2 1,200 | 10,000 [ 0.07 | 015 | 1,000 | 6800005 |O0.1 650 | 5,500

10 1.7 | 03 2 3.000 | 16,000 | 0.3 1.2 2,500 | 8,000 0.2 1 2,000 | 7,000

I 15 25 |03 2 3,000 | 16,000 ] 0.3 12 2,500 | 8,000] 0.2 1 2,000 | 7,000

20 3.3 )03 2 3,000 | 16,000 | 0.3 12 2,500 | 8,000 0.2 1 2,000 | 7,000

25 4.2 |03 15 3,000 | 16,000 ] 0.2 1 2,000 | 8000]015 |07 1,500 | 7,000

B 30 5.0 | 02 15 3,000 | 14,000 ] 0.2 1 2,000 | 7200]015 |07 1,500 | 6,500

35 5.8 | 0.2 1.2 2,400 | 13,000 017 |08 1600 | 6800[012 |05 1,200 | 5800

40 6.7 |02 1 1,800 | 12,000 | 015 | 0.6 1,200 | 64400 [ 0.1 04 1,000 | 5,200

| 50 8.3 || 0.1 0.6 1,200 | 8200 [ 0.1 0.3 860 | 4.800] 005 |02 620 | 4,000

60 10.0 | 007 |03 600 | 6000|005 |0.15 450 | 3,200] 0.03 | 0.07 300 | 2,500

XYV SAHKED., Ap FRSABOLIVAKE, de GEY T T4 —RERLET,
KAATNIARNT =2 heHBDLET,

XOEHEE)REE. BLEIETHEREL TS L,

XENAHE. ERAIECRURENRRB D ENHWET, ZOEEFAEL TS0,
i = HTEZHUEE. HELECHESBOTIES L,

Woitzs Depth of Cut: dp=Axial Depth of Cut / de=Radial Depth of Cut.

#We recommend using oil 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.
#Length of tool overhang must be as short as possible.
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