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Mild steels arbom steels,
Cast iron
SS400, S55¢, FC250

Hardened steels,
Prehardened steels,

Hardened steels,

Alloy steels, Tool steels, St Sl

SCM, KT,SKS,SKD

Hardened steels,
Titanium alloys,
Heat resistant alloys

Hardened steels,

material ( Free-cutting ) US304, SKD FHHE HHRC55~60
e ( ~750N/mm2 ) ~HRC30 o steels,
{ < E - .
I e A TRm  |SKT KD, NAKSS HPMIT) - HHMHRCS~45 HHHHRCA5~55
]

Mill DIA. Speed Feed Feed Feed Feed Feed Feed
(mm) (min™) | (mm/min) (mm/min) (mm/min) (mm/min) (mm/min) (mm/min)

D10XR2 6030 13300 6030 12060 6030 12060 4510 9070 4510 8170 3040 3610

D11 XR2 5510 12060 5510 11020 5510 11020 4130 8260 4130 7410 2750 3320

D12XR3 5030 13300 5030 12060 5030 12060 3800 9070 3800 8170 2520 3610

D13XR3 4650 12250 4650 11210 4650 11210 3460 8360 3460 7550 2330 3370

MTEE aa [ s as ar B ar

aa ar R=2| 0.1xR | 0.3D R=2| 0.05xR|_ 0.3D

Depth of cut ar ‘ 01xR | 0.3D 2-R| 02mm | 03D 2-R| 0mm | 0.3D

A Caution

Sparks generated during operation or caused by tool breakage can cause fire. Be
sure to use all proper fire-prevention measures.The conditions below are for high
speed/high precision machining centers.

1.Use a rigid and precise machine and holder.

2.These Milling conditions based on Milling with circular interpolation at corners. For Milling without circular
interpolation (such as right angle corners) , reduce the speed to 50~70% and the cutting depth to
50~80% of the above conditions.

3.We recommend using an air blow or MQL(mist) .

4.Please adjust the speed, feed and cutting depth according to actual Cutting Conditions.

5.When KCRS enter in Z axis, reduce the feed speed to 30~60% of the above conditions with machining
incline angle (B) =2°.

6.These Milling conditions are for a tool extension length : less than 4xD. For a longer tool extension,

reduce the speed, feed rate, and the cutting depth in with the respecti to

prevent chattering.

I Tool extension coefficients T EZeH SR8,

AEEEE

R e T A BT RS BHXTEHEXK -
SRS 1 GE P RO TR 6 -

BUE B AR SR M T 38 -

1.EA—ARE BRI ENIE -

2 ELHMEEGHENARANHERER MESRBMNAE (MOEEHWRE )
- 15 (IR PR IE E150~70% B RE N B R E50~80%

IHMBHEEA—EREANLEME -

A BERBBRIHNEHRREE - ERERITHIFRE -

5. & LIS TIRIEERBE (B ) =2° I - EKCRSEAZIME - FIREEAE
E30~60% -

CIELMERGERNTIEERRE : PR4XD - HN—EERHRMNITERS
AR E R E - BRIEIERE « AENMNHREURLLWHE -

Overshank Length Milling Speed aa Feed Speed
TERLE HIRE 75 E Al EREE
L/D=4 100 100 100
L/D=5 60~80 60~80 70~90
L/D=6 40~60 40~60 60~80

Ultra-high speed conditions SR

When milling flat areas with a stable load, the speed and the feed
rate of the high-speed conditions can be further increased to 150-
200%. The ultra-high speed conditions are for a tool extension
length:less than 4xD. If the tool extension length is over 4 D, do not
refer to it.

EERREEET MIETERE - RENEGRESE—SIEN160-
200% - EEREMHERKR—EIARRERE : D514 - IRTERERER
EREALTS - DS R -

Unit/E4I: mm
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o KCRS 4 Flutes Low Speed, High Feed M

Mild steels Carbon Hardened steels,

StasisMCastiron Alloy steels, Tool steels,

Prehardened steels

Hardened steels,

Hardened steels,
Titanium alloys,

Worl_( $5400, S55¢, G250 SCM, SKT,SKS,SKD ( Free-cutting ) Stainless steels Heat resistant alloys =Hardened steels,
material y ~HRC30 SKT. S SUS304, SKD #AEHHRC55~60
I ( ~750N/mm2 ) e - TAE KT, SKD, NAKSS. | smassHRC38~45 stesls,

—RRIBIERM - &R HPM1 HAEHHRC45~55
il - B A EMHRC30~38
Mill DIA. Feed Feed Feed Feed Feed Feed

(mm) (mm/min) (mm/min) (mm/min) (mm/min) (mm/min) (mm/min)

=Ky ERRE EREE EREE EREE EEEE EEEE
D8XR2 3800 6650 3800 6030 3040 4840 2660 4230 1900 2710 1140 1090
D9XR2 3370 5890 3370 5370 2710 4320 2370 3750 1660 2420 1000 950
D10XR2 3040 6650 3040 6030 2420 4840 2140 4230 1520 2710 910 1090
D11XR2 2750 6030 2750 5510 2180 4420 1950 3840 1380 2470 830 1000
D12XR3 2520 6650 2520 6030 2000 4840 1760 4230 1280 2710 750 1090
D13XR3 2330 6130 2330 5600 1850 4460 1610 3900 1140 2520 700 1000

aa ,8
MTEE Qa ar Qa ar Qa ar
R=2| 02xR | 0.5D R=2| 02xR | 0.5D R=2|01xR | 0.5D
Depth of cut ar [ 2<R| 05mm | 05D 2<R| 04mm | 05D 2<R|0.2mm | 05D
—
A Caution A iEEE

Sparks generated during operation or heat caused by tool breakage can
cause fire.

Be sure to use all proper fire-prevention measures.

The conditions below are for high speed/high precision machining
centers.

1.Use a rigid and precise machine and holder.

2.These Milling conditions based on Milling with circular interpolation at
corners. For Milling without circular interpolation ( such as right angle
corners ) , reduce the speed to 50~70% and the cutting depth to 50~80% of
the above conditions.

3.We recommend using an air blow or MQL(mist ) .

4.Please adjust the speed, feed and cutting depth according to
actual Cutting Conditions.

5.When KCRS enters in Z axis, reduce the feed speed to 30~60% of the
above conditions with machining incline angle ( B ) =2° .

6.These Milling conditions are for a tool extension length : less than 4 XD.
For a longer tool extension, reduce the speed, feed rate, and the
cutting depth in accordance with therespective coefficients, to
prevent chattering.

I Tool extension coefficients T E 28 H 21224

FERIEN AR TR SEMMIBIRFIEAIKIESIEKK -
FEBEREEIRKIER -
NT S ERREREEMIMES -

1.EA—GRE BRI -

2 ELEMEREANUARANMELSER - ERRABNAR
(MOOEEHME ) - AFEEEIZEZI50~70% K RIENEIRES0~80% °

SHMEHEERA—EREANEETE -

4 FRIBBR R RBEE - ELRRIHBIRE -

5.7 LM T IREBAMARE (8 ) =2° B - EKCRSEAZ#ME - HEE
LA E30~60% °

6ELMERGEARIEERRE : Li4XD - HR—EIERMERMNIA
R - BB R R - PREERE  EARMTHIRE R W -

Overshank Length Milling Speed aa Feed Speed
THERLE TNHEE By mEtHE EREE
L/D=4 100 100 100
L/D=5 80~100 70~90 80~90
L/D=6 60~80 50~70 60~80
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Unit/EEfiI: mm




