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Work Material Hardened Steels Hardened Steels High Speed Tool Steels
SKD61-STAVAX-HPM-38 (~52HRC) SKD11 (~62HRC) SKH (~65HRC)
. tN0)AHE XRE | [OERE EVIAKE XVRE | OERE EIAKE XVRE | OERE
Rﬂ"r N Depth of Cut Feed Spindle Speed Depth of Cut Feed Spindle Speed Depth of Cut Feed Spindle Speed
Radius dp mm | de mm [mm/min| min" | dp mm | de mm |mm/min| min’ | dp mm | de mm |mm/min| min’ = |
0.05 0.005 | 0.005 150 | 40,000 | 0.003 | 0.005 100 | 40,000 | 0.002 | 0.005 60 | 40,000
0.075 0.005 | 0.005 180 | 40,000 | 0.003 | 0.005 150 | 40,000 | 0.002 | 0.005 100 | 40,000
0.1 0.01 0.02 360 | 40,000 | 0.01 0.01 320 | 40,000 | 0.003 | 0.005 240 | 40,000
0.15 0.01 0.03 420 | 40,000 [ 0.01 0.02 360 | 40,000 [ 0.005 | 0.01 300 | 40,000
0.2 0.02 0.06 1,000 | 40,000 | 0.02 0.05 820 | 40,000 [ 0.01 0.02 480 | 40,000 N
0.25 0.03 0.07 1,200 | 40,000 | 0.025 | 0.05 1,000 | 40,000 | 0.015 | 0.03 600 | 40,000
0.3 0.05 0.1 1,600 | 40,000 | 0.03 0.06 1,200 | 40,000 | 0.02 0.05 720 | 30,000
0.4 0.1 0.15 2,200 | 40,000 | 0.07 0.1 1,800 | 40,000 | 0.05 0.1 1,200 | 30,000
0.5 0.1 03 2,500 | 40,000 [ 0.1 0.2 2,000 | 30,000 | 0.08 0.1 1,400 | 25,000 S—
0.75 0.15 0.3 3,000 | 30,000 | 0.1 03 2,500 | 30,000 | 0.1 0.2 2,000 | 25,000
1 0.2 05 3,000 | 25000 | 0.2 05 2,500 | 25,000 [ 0.5 03 2,000 | 20,000
1.25 0.2 0.6 3,000 | 25000 [ 0.2 05 2,500 | 20,000 [ 0.5 0.3 2,000 | 16,000
1.5 0.2 0.8 3,000 | 20,000 | 0.2 0.6 2,500 | 18,000 | 0.2 05 2,000 | 14,000
2 03 1.5 3,000 | 20,000 [ 0.2 08 2,500 | 16,000 [ 0.2 0.6 2,000 | 12,000
2.5 03 1.5 3,000 | 18,000 | 0.2 1.2 2,500 | 12,000 | 0.2 0.7 2,000 9,200
3 03 2 3,000 | 16,000 | 0.3 1.2 2500 | 8000 | 0.2 1 2,000 | 7,000
4 05 2 2,500 | 10,000 [ 04 1.2 1,800 7,000 [ 03 1 1,200 5,000
5 0.7 25 2,000 7,000 [ 05 1.5 1,500 5000 [ 04 1.2 1,000 4,000
6 1 3 1,500 | 5000 | 06 2 1,200 | 4000 ) 05 15 800 | 3,000
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Rlates 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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Workiv cal Hardened Steels Hardened Steels High Speed Tool Steels
oricMateria SKD61-STAVAX (~52HRC) SKD11 (~62HRC) SKH (~65HRC)
N tAHE XVEE | OEE BIWIAKE XVEE | OEE FIWIAKE XVEE | OERE
Rﬂ"]f7\ Depth of Cut Feed Spindle Speed Depth of Cut Feed Spindle Speed Depth of Cut Feed Spindle Speed
Radius dp mm | de mm [mm/min| min" | dp mm | de mm |mm/min| min’ | dp mm | de mm |mm/min| min’
0.5 0.1 03 2,500 | 30,000 0.1 0.2 2,500 | 30,000 | 0.08 0.1 2,000 | 30,000
1 0.2 0.6 3,000 | 20,000 0.2 0.6 3,000 | 20,000 [ 0.15 03 2,500 | 20,000
1.5 0.2 1 3,000 | 18,000 0.2 0.8 3,000 | 16,000 | 0.2 0.5 2,000 | 14,000
2 03 15 3,000 | 15,000 0.2 1 3,000 | 12,000 | 0.2 0.6 2,000 | 10,000
2.5 0.3 2 3,000 | 12,000 0.2 1.2 3,000 | 10,000 | 0.2 0.7 2,000 8,000
3 04 2 3,000 9,000 03 1.2 3,000 7200 | 02 1 2,000 6,800
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Notes #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 overhang is 4 to 5 times Dia. When it is longer than 4 to 5 times Dia., adjust the conditions listed above.
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