zajsiEg ax2Y HMRR430, HMR430, WMRR430, WMR430 EANX 71 £11 K&
I ARH Prehardened Steel Hardened Steel . .
Work Material NAK, HPM SKD61, STAVAX HMRR430, HMR430, WMRR430, WMR430 Cutting Conditions Reference Table
35~45HRC 55~60 HRC
'é%‘ %ﬁ’g Spindle S1peed Feed Depthof Cut | Spindle S1peed Feed Depth of Cut WIDE-MAX Series
Dia Effective Length (min”) (mm/min) ap(mm) (min) (mm/min) ap(mm)
10 15,000 1,800 0.130 12,000 900 0.070 HY-MAX Series
2.5 16 12,000 1,200 0.080 9,000 550 0.050
20 10,000 1,000 0.070 8,000 450 0.050 zafslEd B2 =P
AF Prehardened Steel Hardened Steel Hardened Steel
12 13,000 1,800 0.150 10,000 950 0.080 Wor]ilhjl';llrial NAK, HPM SKDA 1, STAVAX KD
16 12,000 1,500 0.120 9,000 800 0.070
3 20 11,000 1,200 0.100 8,000 600 0.060 35~45HRC 45~55HRC 55~60 HRC
25 10,000 1,000 0.080 7,500 500 0.050 g4 [E% Spindle Feed Depthof |  Spindle Feed Depthof |  Spindle Feed Depth of
30 9,000 800 0.060 6,500 400 0.030 Dia Effective Speed (mm/min) Cut Speed (mm/min) Cut Speed (mm/min) Cut
35 8,000 500 0.030 5,500 300 0.010 Length (min’) ap(mm) (min’) ap(mm) (min’) ap(mm)
12 10,000 2300 0.200 9,000 1,000 0.100 2 30,000 1,200 0.030 25,000 1,000 0.020 23,000 800 0.010
B T T awm [ [ oon [ am | @ | ow | mw | w0 | oo
4 2 700 1.700 0140 6000 70 0.080 2 28’000 2,000 0'040 25'000 1,600 0'030 23'000 1,400 0'020
25 7,000 1,500 0.120 5,500 700 0.070 C 2 : J - - J . &
0 6,000 900 0.080 4500 500 0.040 0.8 4 28,000 1,800 0.030 25,000 1,400 0.020 23,000 1,200 0.010
s m w  m @ e e s am Tun [aes | oum | o
6 2 12000 1.300 0.100 12,000 1.100 0.0% 4 23'000 1'800 0'040 18'000 1'500 0'030 14'000 éoo 0‘010
0 1000 1,100 0.0%0 11,000 700 0.070 6 18'000 1'400 0'020 14'000 1'100 0'010 10'000 800 0.007
8 2 12,000 1,300 0100 12,000 1.100 0.0% 1 8 16'000 1'200 0'020 12'000 éso 0'010 8 600 650 0'005
0 IIL10 L) 0.0 L0 700 0.070 10 14‘000 1 ‘000 0.01 0 10'000 800 0.007 6'000 500 0-005
10 0 12,000 1.400 0.100 12000 1200 0.0%0 12 12'000 éoo 0'007 8 boo 650 0'005 5'000 400 0'003
20 11,000 1,200 0.0%0 1000 1,000 0.070 4 25'000 2,000 0'050 26 000 1,600 0'040 1 5 000 1,100 0'030
12 0 10,000 1600 0.100 10.000 1.400 0.0% 6 20'000 1‘600 0'040 18'[]00 1'400 0.030 14'000 1'000 0'020
59 9,000 1,400 0.090 9,000 1,200 0.070 : A - : : - : . -
8 18,000 1,200 0.040 14,000 1,200 0.030 10,000 750 0.010
_ i 10 16,000 1,100 0.030 13,000 1,000 0.020 9,000 700 0.007
1. ZLUstn 20| Y= SE HHIE ALSsH FHAIL. 15
2. ap= SUIEIO| MRS BARILICH ael VIZREIO] HOI2IS TAISHLICH 12 14,000 1,000 0.030 12,000 850 0.020 8,000 630 0.007
3 ageial ;ﬁ?ﬁfaﬁﬁnﬁgéggggﬁ{;;g;dgghg 14 12,000 900 0.020 10,000 800 0.010 7,000 550 0.005
5. T|AITHo 72 A0 et S HARS ARSaH FHAIR. 16 12,000 850 0.020 9,500 700 0.010 6,500 500 0.005
6. BA 27 HE FOALE YLICH HH 7ESA0l= 7ESEY, 7IA0 w2t 22 ZFGHAM 7FSSHAl7| HHLICH 20 8,500 550 0.010 7,000 400 0.070 5,500 300 0.005
1. Use arigid and precise machine and holder. 6 18,000 1,800 0.060 15,000 1,500 0.050 12,000 1,100 0.030
2. ap(mm) : Axial Depth of Cut / ae(mm)] : Radial Depth of Cut
3. We recommend setting ae in the range of [Dia-(2xCorner R value]] x 20~40% 8 16,000 1,600 0.050 12,000 1,200 0.040 10,000 950 0.020
4. For slotting, set ap and Feed in the conditic_)n table to 50“@ or less. 10 14,000 1400 0.040 12.000 1100 0.030 9500 850 0.010
5. Use the appropriate coolant for the workpiece and machining shape. 2 ! ! ! ! !
6. The cutting condition table is a reference. In actual machining, adjust the conditions according to the machining shape and machine. 12 12,000 1,200 0.040 10,000 1 ,000 0.030 8,000 800 0.010
16 10,000 1,000 0.030 9,000 800 0.020 7,500 650 0.007
20 9,000 750 0.020 8,500 700 0.010 6,000 500 0.005
10 14,000 1,600 0.070 10,000 1,400 0.050 8,000 900 0.030
25 16 10,000 1,200 0.050 8,000 1,100 0.020 6,000 700 0.010
20 8,500 1,100 0.050 7,500 950 0.020 5,000 650 0.010
10 18,000 2,200 0.100 13,000 1,800 0.070 10,000 1,200 0.050
12 12,000 1,600 0.080 10,000 1,400 0.060 8,000 1,000 0.040
3 16 10,000 1,400 0.070 8,500 1,200 0.050 7,000 800 0.030 "
g 20 9,000 1,400 0.070 7,500 1,200 0.040 6,000 800 0.020 é
= 25 8,000 1,200 0.060 7,000 1,000 0.030 5,000 700 0.010 'g
§ 30 7,000 1,200 0.030 6,500 1,000 0.020 4,500 600 0.007 =
§ 12 12,000 2,000 0.100 10,000 1,500 0.060 8,500 1,100 0.050 é
= 16 10,000 1,800 0.100 8,000 1,400 0.060 6,000 900 0.050 =
A 20 9,000 1,500 0.080 7,000 1,300 0.050 5,500 850 0.030
25 6,500 1,400 0.080 5,500 1,200 0.050 4,500 750 0.030
30 5,000 1,000 0.050 4,000 800 0.020 4,000 600 0.010
35 4,500 900 0.030 3,800 750 0.010 3,200 500 0.007
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oal5k=g EXzZ EXzZ B EEYSE zaf5=Eg EX2|Z
T ARRY Prehardened Steel Hardened Steel Hardened Steel AR Carbon Steel, Alloy Steel, Cast Iron Prehardened Steel Hardened Steel
Work Material NAK, HPM SKD61, STAVAX SKD11 Work Material S50C, SCM, FC250 NAK, HPM SKD61, STAVAX
35~45HRC 45~55 HRC 55~60 HRC 35~45HRC 35~45HRC 45~52 HRC
=4 Y Spindle Feed Depth of Spindle Feed Depth of Spindle Feed Depth of =4 Ry Spindle Feed Depth of Spindle Feed Depth of Spindle Feed Depth of
Dia Effective Speed (mm/min) Cut Speed (mm/min) Cut Speed (mm/min) Cut Dia Effective Speed (mm/min) Cut Speed (mm/min) Cut Speed (mm/min) Cut
Length (min’) ap(mm) (minY) aplmm) (min?) aplmm) Length (min?) aplmm) (min?) ap(mm) (min1) ap(mm)
5 20 7,000 1,800 0.100 6,000 1,600 0.070 5,000 1,100 0.050 2 28,000 550 0.024 27,000 440 0.020 24,000 290 0.015
6 20 7,000 1,800 0.120 6,000 1,400 0.098 5,500 1,000 0.090 3 26,000 410 0.016 25,000 360 0.013 22,000 240 0.010
30 6,000 1,500 0.080 5,500 1,200 0.065 5,000 900 0.050 4 26,000 410 0.014 25,000 320 0.012 22,000 230 0.009
o 2% 6,000 2,300 0.150 5,800 2,200 0.100 5,000 2,200 0.050 0.5 5 26,000 390 0.010 25,000 300 0.008 22,000 210 0.007
40 5,000 1,900 0.100 4,800 1,800 0.050 4000 1,700 0,030 6 23,000 320 0.008 22,000 210 0.007 19,000 170 0.005
0 30 5,600 2,700 0.150 5,200 2400 0.100 4,000 2200 0050 8 23,000 270 0.004 22,000 170 0.003 19,000 140 0.003
50 4,600 2200 | 0400 4,200 190 | 0050 3,000 1600 | 0030 9 2t 20U [ AL 120 U L) ) L7
o 20 4,500 2500 | 0200 | 4000 1800 | 0150 | 3000 1400 | 0050 2 28,000 70| o0& | 27000 60 | 0026 | 24000 0 | 008
55 3500 1.900 0150 3000 1400 0100 2,000 850 0.030 3 26,000 670 0.028 24,000 500 0.023 21,000 370 0.016
4 26,000 670 0.019 24,000 500 0.016 21,000 370 0.012
B 0.6 5 26,000 590 0.016 24,000 440 0.013 21,000 330 0.010
1. st 20| Y= SO} HHIS A8 FHAIL.
3 e Bt atol HOIRE EAIBILIC act aae] OIS EABILIC 6 26,000 590 0012 24,000 440 0.010 21,000 330 0.008
3. a;e% :E:Ig%x E‘%’.ﬁg[inlsluRggx 29~g0;% “Sf;{i EEE.’AI—I ct. 8 23,000 460 0.010 21,000 280 0.008 19,000 250 0.006
5 Ao Y54l ) el BARE NSNS 10 23,000 B0 | 0006 | 21,000 250 | 0005 | 19,000 20 | 0003
6. BA 27 HE AL YLICH HH| 7ESAI0lE 7ESEY, 7IAI0 2t 22HS ZH6HM 7FSSHAIZ| HHLICH 2 28,000 790 0.048 27,000 560 0.039 24,000 420 0.025
1. Use a rigid and precise machine and holder. 0.7 4 26,000 590 0.032 24,000 440 0.026 21 ,000 330 0.018
2. ap(mm) : Axial Depth of Cut / ae(mm)] : Radial Depth of Cut b 26,000 580 0.014 24,000 430 0.012 21000 320 0.009
3. We recommend setting ae in the range of [Dia-(2xCorner R value)] x 20~40% : : : . : :
4. For slotting, set ap and Feed in the condition table to 50% or less. 2 28,000 790 0.064 27,000 630 0.052 24,000 470 0.035
5. Use the appropriate coolant for the workpiece and machining shape. 3 26,000 730 0.048 24,000 560 0.039 21.000 410 0.030
6. The cutting condition table is a reference. In actual machining, adjust the conditions according to the machining shape and machine. 4 26,000 730 0.040 24,000 560 0.033 21,000 410 0.024
08 5 26,000 590 0.032 24,000 560 0.026 21,000 410 0.017
AKX 7-' xF ~1 ’ 6 26,000 590 0.024 24,000 560 0.020 21,000 410 0.012
HMRE230 =41 &4 XI'E 8 26,000 590 0016 24,000 440 0013 21,000 330 0.008
HMRE230 Cutting Conditions Reference Table 10 23,000 400 0012 21,000 240 0010 19,000 210 0.006
12 23,000 370 0.008 21,000 210 0.007 19,000 180 0.003
3 26,000 1,100 0.056 24,000 910 0.046 21,000 680 0.035
Etaz} B1E7 xA - o 4 26000 | 1100 | 0052 | 24000 910 0062 | 21,000 680 0.032
TAH Carbon Steel, Alloy Steel, Cast Iron Prehardened Steel Hardened Steel 5 26,000 1,100 0.040 24,000 910 0.033 21,000 680 0.025
Work Material S50C, SCM, FC250 NAK, HPM SKDé1, STAVAX 6 23,000 890 0.032 22,000 770 0.026 19,000 560 0.020
8 23,000 890 0.028 22,000 770 0.023 19,000 560 0.018
~1000 N/mm? 35~45HRC 45~52 HRC : : :
- - U : - ! 10 23,000 800 0.020 22,000 690 0.016 19,000 450 0.013
'é'@ %’—i’g Spindle Feedl Depth of Spindle Feed_ Depth of Spindle Feed_ Depth of 12 20,000 400 0016 19,000 390 0.013 17,000 340 0.010
Dia Effective Speed (mm/min) Cut Speed (mm/min) Cut Speed (mm/min) Cut
Length i) aobor) | i) apborn) | i aplarm) 14 20,000 600 0014 | 19,000 390 0011 17,000 340 0.009
01 05 40,000 130 0003 40,000 110 0003 40,000 90 0.002 16 20,000 510 0009 19,000 370 0007 17,000 290 0.006
e 05 40000 70 0000 | 40000 150 0003 | 40000 20 0003 2 18,000 420 0005 | 17,000 260 0004 | 15000 200 0.003
: 1 40000 130 0002 | 40000 110 0002 | 40000 % 0,002 4 23,000 970 0064 | 22,000 760 0052 | 19,000 500 0.040
iE 40000 2 w008 | 36000 o 0007 32000 o TG 6 23,000 970 005 | 22,000 760 0046 | 19,000 500 0.035
1 40,000 310 0006 | 36000 210 0005 | 32,000 140 0.004 8 20,000 770 003 | 19,000 660 0029 | 17000 450 0023
02 75 35000 %0 0005 %4000 0 0006 T 30000 20 000 12 10 20,000 70| 002 | 19,000 660 | 0020 | 17,000 450 | 0015
) 22000 20 003 | 30000 100 o | 27000 % 0,002 12 20,000 620 | 0024 | 19,000 530 | 0020 | 17,000 40 | 0015
1 36,000 380 0016 | 34000 260 0013 | 30,000 210 0.010 L el it 20 7000 c: 0L B 000 il ol
.,, 03 15 36,000 380 0015 | 34000 260 0012 | 30,000 210 0.008 16 18,000 520 0016 | 17.000 450 0013 | 15000 330 0.010 2
f = =
£ ' 2 30,000 290 0010 | 30000 230 0008 | 27,000 170 0.005 b 20,000 940 0008 | 15,000 660 0007 | 17,000 S00 | 0005 =
5 3 30,000 70 ooos 1 30000 210 aoos 1 Z7000 150 0,003 6 20,000 940 0008 | 19,000 660 0007 | 17,000 500 0005 k5
= ! ! , ! | !
S 1 28,000 540 0.024 27,000 380 0020 24,000 280 0015 8 18,000 770 0.048 17,000 590 0.039 15,000 440 0.030 =
= 2 28,000 540 0020 27,000 380 0016 24,000 280 0013 15 10 18,000 700 0.048 17,000 570 0.039 15,000 430 0.030 s
3 26,000 400 0013 25,000 310 0010 22000 230 0.008 12 18,000 700 0.048 17,000 570 0.039 15,000 400 0.030
6 23000 260 0.005 22 000 190 0.004 19.000 150 0.003 20 16,000 480 0.024 15,000 300 0.020 13,000 260 0.015
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