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Alloy steels, Tool steels, Prehardened steels, Hardened steels, Hardened steels,
material | SCM, SKD61, SKD11, NAK, AISI H3 ,AISI D2 ect. SKD61, SKD11, STAVAX, AISI H13 ect. SKD11, SKH, SKS, ASP23, AISI H13 ect.
WHI <l - THR - 7A1E# ~HRC45 A E S HRC45~55 HAE 4 HRC55~62
RO Eood LI (mm)

(mm) Machining Rl (rg?}\/min)

: M2 G o . 3 4o

RIS ; mlgﬂgt A'\frzlgﬂgt SR Pick feed Amount

DOAR a=15° 40000 3120 =0.2R =0.1R 35000 2340 =0.2R =0.1R 21000 1300 =0.2R =0.05R
a>15° 35000 2080 =0.2R =0.1R 30000 1430 =0.2R =0.1R 15000 740 =0.2R =0.05R
BTER a=15" 40000 3900 =0.2R =0.1R 30000 2470 =0.2R =0.1R 14000 1160 =0.2R =0.05R
a>15° 30000 2210 =0.4R =0.1R 25000 1560 =0.4R =0.1R 10000 610 =0.2R =0.05R
DIR a=15" 35000 3900 =0.4R =0.1R 25000 2340 =0.4R =0.1R 11000 1040 =0.2R =0.05R
a>15° 25000 2210 =0.4R =0.1R 20000 1430 =0.4R =0.1R 8000 560 =0.2R =0.05R
a=15° 33000 3900 =0.4R =0.1R 22000 2210 =0.4R =0.1R 9300 920 =0.2R =0.05R
D1:25R a>15° 24000 2210 =0.4R =0.1R 17000 1300 =0.4R =0.1R 6500 480 =0.2R =0.05R
a=15° 30000 3900 =0.4R =0.1R 20000 2210 =0.4R =0.1R 8000 870 =0.2R =0.05R
D15R a>15° 23000 2210 =0.4R =0.1R 15000 1300 =0.4R =0.1R 5600 450 =0.2R =0.05R
R a=15° 25000 3900 =0.4R =0.1R 17000 2210 =0.4R =0.1R 6400 830 =0.2R =0.05R
a>15° 20000 2210 =0.4R =0.1R 13000 1300 =0.4R =0.1R 4500 440 =0.2R =0.05R
a=15° 23000 3900 =0.4R =0.1R 15000 2210 =0.4R =0.1R 5000 710 =0.2R =0.05R
b25R a>15° 17000 2210 =0.4R =0.1R 11000 1300 =0.4R =0.1R 3500 380 =0.2R =0.05R
a=15" 20000 3900 =0.4R =0.1R 13000 2210 =0.4R =0.1R 4200 690 =0.2R =0.05R
D3R a>15° 15000 2210 =0.4R =0.1R 10000 1300 =0.4R =0.1R 2900 350 =0.2R =0.05R
D4R a=15° 15000 3900 =0.4R =0.1R 10000 2210 =0.4R =0.1R 3200 700 =0.2R =0.05R
a>15° 11000 2210 =0.4R =0.1R 7500 1300 =0.4R =0.1R 2200 360 =0.2R =0.05R
a=15° 12000 3770 =0.4R =0.1R 8000 2080 =0.4R =0.1R 2500 660 =0.2R =0.05R
PSR a>15° 9000 2080 =0.4R =0.1R 6000 1170 =0.4R =0.1R 1800 350 =0.2R =0.05R
D6R a=15° 10000 3250 =0.4R =0.1R 6600 1820 =0.4R =0.1R 2100 570 =0.2R =0.05R
a>15° 7500 1820 =0.4R =0.1R 5000 1040 =0.4R =0.1R 1500 300 =0.2R =0.05R

Depth of \_/\[ir:‘; 0.1R \_/\g_:¢: 0.1R \_/\g_:¢: 0.05R
clii B T (MAX 0.5mm) T (MAX 0.3mm)

MIRE <0.2R(=R1) =0.2R(=R1)

A Caution A TEEIE

1. ais the inclination of machining surface. 1. o RINTEMIERS -

2. If the rigidity of the machine or the work material installation is very low, or 2. MR B THMRERIMNRE - HIRESNESESR - FLUEELLAIE
chattering and noise are generated, please reduce the revolutin and the feed rate TREETEHRDEREE - It ERNIEER » BEREEREE -
propotionately. 3. BRI ERRTIERERE - M1 - MR ENEZEMMEEMA

3. Cutting condition may be considerably different due to the overhang(milling depth R, FREH—BERISEM -
and neck length),depth of cut, and machine tools. A GMEEER)\F - OIS S DS TSR -

4. If the depth of cut is shallow, the revolution and feed rate can be incerased.

Unit/EEfiI: mm
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RHIE =il - THH# - FHiEH# ~HRC45 FHE 8 HRC45~55 A 8 HRC55~62

tIHIE (mm ) TIHIE (mm )
R Feed Feed Feed

Cutting Speed

(mm) Way (min™) | (mm/min) (mm/min) (min") | (mm/min)
| MIAR | memmE | EREE i R | BEEE | EREE T
Amougt Pick feed Amougt Pick feed An:c;rl]gt
DO.5R H(R) 40000 3120 0.2 0.05 40000 2470 0.15 0.04 30000 1560 0.1 0.03
b (F) 40000 3900 0.1 0.05 40000 3120 0.8 0.04 30000 1950 0.6 0.03
DIR pi:| (R) 40000 6240 0.2 0.2 40000 4940 0.2 0.15 20000 2080 0.15 0.12
1w (F) 40000 7800 0.2 0.1 40000 6240 0.1 0.1 20000 2600 0.1 0.06
D2R s (R) 30000 6240 0.4 0.3 30000 4940 0.3 0.2 20000 2470 0.25 0.15
*E(F) 30000 7800 0.2 0.15 30000 6240 0.2 0.1 20000 3120 0.2 0.1
D3R # (R) 20000 5200 0.6 0.4 20000 4160 0.5 0.3 16000 2470 0.3 0.2
b (F) 20000 6500 0.2 0.2 20000 5200 0.2 0.2 16000 3120 0.2 0.2
DAR L] (R) 16000 4940 1 0.8 16000 3900 0.8 0.6 10000 1820 0.7 0.5
1w (F) 16000 6240 0.2 0.2 16000 4940 0.2 0.2 10000 2340 0.2 0.2
D5R izl (R) 12000 4680 2 1 12000 3640 1 0.8 8000 1560 1 0.7
B (F) 12000 5850 0.3 0.3 12000 4680 0.2 0.2 8000 2080 0.2 0.2
D6R H(R) 10000 3900 3 1.2 10000 3120 1.5 1.2 6400 1248 1.5 1
*E(F) 10000 4870 0.3 0.3 10000 3900 0.2 0.2 6400 1560 0.2 0.2

Depth of Pf
cut \_/\g:::mj Ad

MIRE Pf

A Caution AITEEIR

1. a s the inclination of machining surface. 1. o BN TEERS -

2. If the rigidity of the machine or the work material installation is very low, or 2. MRS RS T AURIFRIM AR « HIREESNEEE S - BELEELGIR
chattering and noise are generated, please reduce the revolutin and the feed rate T RBEDESHERRE - It - ERIITEER » BEREEREE -
propotionately. 3. BIRHIRTERRDERERE « 78 - BERENEZRIIMEZMA

3. Cutting condition may be considerably different due to the overhang(milling depth B, FREH—BERISZER -
and neck length),depth of cut, and machine tools. A EYEER NS > OIS BEE R ERRE -

4. If the depth of cut is shallow, the revolution and feed rate can be incerased.
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® KTGS 2 Flutes Ball End Milling Actual Diameter EE S BRI T ERER

R D
R¥AE | 7

Depth of cut ( mm ) MILHEE

Radius| Dia | 0.01 | 0.02 | 0.03 | 0.04 | 0.05 | 0.08 | 0.1 0.15 | 0.2 0.3 0.5 0.8 1 2 3

0.1 0.2 |0.087| 0.12 |0.143| 0.16 (0.173|0.196| 0.2

0.2 0.4 |0.125|/0.174|0.211| 0.24 (0.265| 0.32 | 0.35 | 0.39 | 0.4

0.3 0.6 [0.154|0.215|0.262|0.299/0.332| 0.41 | 0.45 | 0.52 | 0.57 | 0.6

0.4 0.8 [0.178| 0.25 |0.304/0.349(0.387| 0.48 | 0.53 | 0.62 | 0.69 | 0.77

0.5 1 0.199| 0.28 |0.341/0.392|0.436| 0.54 | 0.6 | 0.71 | 0.8 | 0.92 1

1 2 ]0.282|0.398|0.486| 0.56 |0.624| 0.78 | 0.87 | 1.05 | 1.2 | 1.43 | 1.73 | 1.96 2

1.5 3 10.346|0.488|0.597|0.688(0.768| 0.97 | 1.08 | 1.31 | 1.5 1.8 | 2.24 | 2.65| 2.83

2 4 1]0.399|0.564| 0.69 [0.796|0.889| 1.12 | 1.25 | 1.52 | 1.74 | 2.11 | 2.65 | 3.2 | 3.46 4

2.5 5 10.447|/0.631|0.722|0.891(0.995( 1.25 | 1.4 | 1.71 | 1.96 | 2.37 3 3.67 4 4.9

3 6 [0.489|/0.692|0.846/0.977(1.091| 1.38 | 1.54 | 1.87 | 2.15 | 2.62 | 3.32 | 4.08 | 4.47 | 5.66 6
4 8 10.565|/0.799|0.978|1.129(1.261| 1.569 | 1.78 | 2.17 | 2.5 | 3.04 | 3.87 | 4.8 | 5.29 | 6.93 | 7.75
5 10 |0.632/0.894/1.094(1.262|1.411| 1.78 | 1.99 | 2.43 | 2.8 | 3.41 | 4.36 | 5.43 6 8 9.17

6 12 |0.693/0.979(1.198(1.383|1.546| 1.95 | 2.18 | 2.67 | 3.07 | 3.75 | 4.8 | 5.99 | 6.63 | 8.94 |10.39

7 14 |0.748/1.058|1.295(1.495| 1.67 | 2.11 | 2.36 | 2.88 | 3.32 | 4.05 | 5.2 6.5 | 7.21 | 9.8 |11.49

8 16 0.8 |1.131/1.384(1.598|1.786| 2.26 | 2.52 | 3.08 | 3.56 | 4.34 | 5.57 | 6.97 | 7.75 |10.58|12.49

9 18 |0.848/1.199/1.468|1.695|1.895| 2.39 | 2.68 | 3.27 | 3.77 | 4.61 | 5.92 | 7.42 | 8.25 |11.31|13.42

10 20 |0.894(1.264|1.548|1.787|1.997| 2.52 | 2.82 | 3.45 | 3.98 | 4.86 | 6.24 | 7.84 | 8.72 | 12 |14.28

Caculation of Actual Dia

d=2 [Ad (D—Ad)

JIE&:D

EMIE:d MIZEE : Ad

. J

Unit/EEfiI: mm
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