CUTTING CONDITIONS

Milling | Endmills | Cutting conditions

AE-MS-H

Square Type / Radius Type

Side Milling
ToolSteel - Hardened Steel « Hardened Steel
Prehardened Steel
SKD11 « SKD61 « NAK80 ~55HRC ~62HRC ~ 66HRC ~70HRC
(m/min) 110 ~130 80 ~ 100 60 ~ 80 50 ~70 40 ~60
Mil.Dia S F S F S F S F S F
(mm) (min) (mm/min) (min) (mm/min) (min1) (mm/min) (min-) (mm/min) (min) (mm/min)
1 38.220 1.530 28.660 1.150 22.290 620 19.110 460 15.920 330
1,5 25.480 1.530 19.110 1.150 14.860 620 12.740 460 10.620 330
2 19.110 1.530 14.330 1.150 11.150 620 9.550 460 7.960 330
2,5 15.290 1.530 11.460 1.150 8.920 620 7.640 460 6.370 330
3 12.740 1.530 9.550 1.150 7.430 620 6.370 460 5.310 340
3,5 10.910 1.220 8.190 890 6.370 540 5.460 400 4.550 250
4 9.550 1.530 7.170 1.150 5.570 620 4.780 460 3.980 340
4,5 8.490 1.220 6.370 890 4.950 530 4.240 400 3.540 250
5 7.640 1.530 5.730 1.150 4.460 620 3.820 460 3.180 360
55 6.940 1.220 5.210 890 4.050 530 3.470 400 2.890 250
6 6.370 2.290 4.780 1.720 3.720 940 3.180 690 2.650 510
8 4.780 2.290 3.580 1.720 2.790 940 2.390 690 1.990 510
10 3.820 2.290 2.870 1.720 2.230 940 1.910 690 1.590 510
12 3.180 2.290 2.390 1.720 1.860 950 1.590 690 1.330 510
16 2.390 1.840 1.790 1.340 1.390 800 1.190 590 990 380
20 1.910 1.830 1.430 1.340 1.110 800 950 590 800 380
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1. Use arigid and precise machine and holder.
2. When chattering occurs, reduce the speed and feed simultaneously.
3. Use an air blow or a suitable cutting fluid with high smoke retardant properties.

AE-MS-H
Square Type / Radius Type
High-Speed Side Milling

ToolSteel - Hardened Steel « Hardened Steel
Prehardened Steel
SKD11 « SKD61 « NAK80 ~55HRC ~62HRC ~ 66HRC ~70HRC
Ve
(m/min) 290 ~ 310 240 ~260 150 ~170 130 ~ 150 90 ~110
Mil.Dia S F S F S F S F S F
(mm) (min-T) (mm/min) (min-T) (mm/min) (min-T) (mm/min) (min-T) (mm/min) (min-T) (mm/min)
1 50.000 2.000 50.000 2.000 50.000 1.600 44.590 1.250 31.850 700
1,5 50.000 3.000 50.000 3.000 33.970 1.630 29.720 1.250 21.230 760
2 47.770 3.820 39.810 3.180 25.480 1.630 22.290 1.250 15.920 800
2,5 38.220 3.820 31.850 3.190 20.380 1.630 17.830 1.250 12.740 800
3 31.850 3.820 26.540 3.180 16.990 1.630 14.860 1.250 10.620 810
3,5 27.280 3.440 22.740 2.870 14.550 1.530 12.730 1.180 9.090 730
4 23.890 3.820 19.900 3.180 12.740 1.630 11.150 1.250 7.960 810
4,5 21.220 3.440 17.680 2.860 11.320 1.530 9.900 1.180 7.070 730
5 19.110 3.820 15.920 3.180 10.190 1.630 8.920 1.250 6.370 810
5,5 17.360 3.440 14.470 2.870 9.260 1.530 8.100 1.180 5.790 730
6 15.920 5.730 13.270 4.780 8.490 2.450 7.430 1.870 5.310 1.210
8 11.940 5.730 9.950 4.780 6.370 2.450 5.570 1.870 3.980 1.210
10 9.550 5.730 7.960 4.780 5.100 2.450 4.460 1.870 3.180 1.210
12 7.960 5.730 6.630 4.770 4.250 2.450 3.720 1.900 2.650 1.210
16 5.970 5.160 4.970 4.290 3.180 2.290 2.790 1.770 1.990 1.090
20 4.770 5.150 3.980 4.300 2.550 2.300 2.230 1.770 1.590 1.090
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1. Tools can cause sparks. Do not use flammable fluids.
2. Use an air blow or a suitable cutting fluid with high smoke retardant properties.
Caution: Sparks generated during operation or heat caused by tool breakage can cause fire. Be sure to use all proper fire - prevention measures.
The conditions are for high speed / high precision machining centers.




