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HMB230, WMB230 &4} 28tE A X FHi1 K=
HMB230, WMB230 Rough General Cutting Conditions Reference Table

WIDE-MAX Series

HMB230, WMB230
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HMB230, WMB230 Finish General Cutting Conditions Reference Table

WIDE-MAX Series

HY-MAX Series
Ay EAZ BEg 7 Z25tEY EXEIR EX |G
- Carbon Steel, Alloy Steel, Cast Iron Prehardened Steel Hardened Steel Hardened Steel
MV;lt"er:al S50C, SCM, FC250 NAK, HPM SKD61, STAVAX SKD11
~1000 N/mm? 35~45HRC 45~55 HRC 55~60 HRC
=2t | Spindle | Feed |Depthof| Depthof| Spindle | Feed | Depthof | Depthof| Spindle | Feed |Depthof | Depthof| Spindle | Feed |Depthof | Depth of
Radius | Speed | (mm/ | Cut Cut | Speed | (mm/ | Cut Cut | Speed | (mm/ | Cut Cut | Speed | (mm/ | Cut Cut
(min”) | min) | aplmm) | @elmm} | (min”) | min) | gplmm) | @elmml | (min") | minl | gplmm | aelmm) | (min) | min | aplmm] | aelmm)
R0.5 | 20,000 | 700 005 | 020 | 20000 | 650 005 | 020 | 20000 | 550 004 | 015 | 19000 | 450 003 | 010
RO.75 | 20,000 | 1,200 | 007 | 030 | 20000 | 1,050 | 007 | 030 | 18000 | 650 006 | 023 | 15000 | 500 004 | 0.15
RT 120000| 1350 | 0.10 | 040 | 20,000 | 1,150 | 0.10 | 040 | 16,000 | 750 008 | 030 | 13000 | 550 006 | 020
R1.5 | 16,000 | 1,600 | 0.15 | 0640 | 16000 | 145 | 015 | 060 | 11,000 | 800 012 | 045 | 8500 | 550 009 | 030
R2 | 12000 | 1650 | 020 | 080 | 12000 | 1450 | 0.20 080 | 8000 | 800 016 | 060 | 6500 | 600 012 | 040
R25 | 10,000 | 1550 | 0.25 1.00 | 10,000 | 1450 | 0.25 100 | 6500 | 800 020 | 075 | 5000 | 600 015 | 050
R3 | 8000 | 1,700 | 0.30 120 | 8000 | 1450 | 0.30 120 | 5500 | 800 024 | 090 | 4500 | 600 018 | 0.0
R4 | 6000 @ 1800 | 040 160 | 6000 | 1500 | 040 160 | 4000 | 850 0.32 120 | 3500 | 600 024 | 080
RS | 5000 | 1,700 | 050 | 200 | 5000 | 1500 | 050 | 200 | 3500 | 800 040 150 | 2500 | 550 0.30 1.00
Ré6 | 4500 | 1,600 | 060 | 240 | 4000 | 1350 | 060 | 240 | 3000 | 750 048 180 | 2100 | 500 0.36 1.20
R8 3300 | 1,300 | 080 | 320 | 3000 | 1,700 | 080 | 320 | 2000 | 600 064 | 240 | 1,600 | 450 0.48 1.60
HMB230, WMB230 &4 T&HAF X24 &0 X2
HMB230, WMB230 Rough High Speed Cutting Conditions Reference Table
WIDE-MAX Series
HY-MAX Series
BAZ, B3, 52 Z251EY T2l AL
DA Carbon Steel, Alloy Steel, Cast Iron Prehardened Steel Hardened Steel Hardened Steel
Work S50C, SCM, FC250 NAK, HPM SKD61, STAVAX SKD11
Material
~1000 N/mm? 35~45HRC 45~55HRC 55~60 HRC
=83 | Spindle | Feed | Depthof | Depthof | Spindle | Feed |Depthof| Depth |Spindle | Feed | Depth | Depth |Spindle | Feed | Depth | Depth
Radius | Speed | (mm/ | Cut Cut | Speed | (mm/ | Cut | ofCut | Speed | (mm/ | ofCut | of Cut | Speed | (mm/ | of Cut | of Cut
(min) | min) | gplmm | aelmm) | (min) | min) | gplmm] | elmm) | (min) | min) | gplmm)  aelmm] | (min”) | minl | gplmm]| elmml
RO.5 | 40,000 | 1,500 0.05 0.15 | 40000 | 1,300 | 005 | 015 |40000 | 1200 | 004 | 0.10 | 40,000 1000 | 003 | 0.10
RO.75 | 40,000 | 2,200 0.07 023 | 40000 | 2900 | 007 | 023 |40000 | 1,700 | 0.06 | 0.15 | 38000 1,200 | 005 | 015
R1 40,000 | 2,800 0.10 030 | 40000 | 2700 | 0.0 | 030 |38000 | 2,000 | 008 | 020 | 29,000 1400 | 006 | 020
R15 | 32000 | 3,200 0.15 045 | 32000 | 2800 | 015 | 045 |25000 | 2100 | 012 | 030 | 19,000 1,45 | 009 | 030
R2 | 24,000 | 3300 0.20 060 | 24000 | 2900 | 020 | 060 | 19,000 | 2200 | 0.6 | 040 | 14000 | 1500 | 0.12 | 040
R25 | 20000 | 3,300 025 075 | 20000 | 2900 | 025 | 075 | 16000 | 2200 | 020 | 050 | 12000 1500 | 015 | 050
R3 16,000 | 3300 030 090 | 16000 | 3000 | 030 | 090 |13000| 2300 | 024 | 040 | 9,500 | 1,500 | 0.18 | 0.60
Ré4 14,000 | 3,600 0.40 120 | 14000 | 3000 | 040 | 120 | 11,000 | 2300 | 032 | 080 | 7500 | 1500 | 024 | 0.80
RS 12,000 | 3,600 050 150 | 12000 | 3000 | 050 | 150 | 8500 | 2,100 | 040 | 1.00 | 6,000 | 1400 | 030 | 1.00
R6 8000 | 3,000 0.60 1.80 8000 | 2600 | 060 | 180 | 6500 | 1,900 | 048 | 120 | 4600 | 1200 | 036 | 1.20
R8 6,000 | 2500 0.80 2.40 6000 | 2200 | 080 | 240 | 4500 | 1500 | 064 | 160 | 3500 | 950 | 048 | 1.60
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HY-MAX Series
S, 83, 31 ZefEey U E ARl
AT Carbon Steel, Alloy Steel, Cast Iron Prehardened Steel Hardened Steel Hardened Steel
Work S50C, SCM, FC250 NAK, HPM SKDé1, STAVAX SKD11
Material
~1000 N/mm? 35~45HRC 45~55HRC 55~60 HRC
E4t4 | Spindle | Feed | Depthof | Depthof | Spindle | Feed |Depthof| Depth |Spindle | Feed | Depth | Depth |Spindle | Feed | Depth | Depth
Radius | Speed | (mm/ | Cut Cut | Speed | (mm/ | Cut | ofCut | Speed | (mm/ | ofCut | of Cut | Speed | (mm/ | of Cut | of Cut
(min™) | minl | gplmm) | @elmm) | (min") | minl | gplmm) | aelmm)| (min) | min) | gplmm) aelmm) | (min) | min] | gp(mm) | gelmm)
RO5 | 20,000 700 0.03 0.03 | 20,000 650 003 | 002 | 20000 550 | 003 | 002 | 19000 450 | 002 | 002
RO.75 | 20,000 | 1,200 0.05 004 | 20000 | 1050 | 005 | 003 |18000 50 | 003 | 003 | 15000 500 | 002 | 003
R1 20,000 | 1,350 0.05 005 | 20000 | 1150 | 005 | 004 |16000 750 | 003 | 004 |13000| 550 | 002 | 004
R1.5 | 16000 | 1,600 0.08 008 | 16000 | 1450 | 006 | 006 |11,000 800 | 005 | 006 | 8500 | 550 | 0.05 | 0.06
R2 12000 | 1,650 0.10 010 | 12000 | 1450 | 008 | 008 | 8000 800 | 005 | 008 | 6500 | 600 | 005 | 0.08
R25 | 10,000 | 1,550 0.10 013 | 10000 | 1450 | 010 | 010 | 6500 | 800 | 005 | 010 | 5000 | 600 | 005 | 0.10
R3 8000 | 1,700 0.15 0.15 8000 | 1450 | 010 | 010 | 5500 | 800 | 0.10 | 0.10 | 4500 | 600 | 0.10 | 0.10
R4 6000 | 1,800 0.20 0.20 6000 | 1500 | 015 | 0.5 | 4000 | 850 | 010 | 015 | 3500 | 600 | 0.10 | 0.15
RS 5000 | 1,700 0.20 0.25 5000 | 1500 | 015 | 020 | 3500 | 800 | 010 | 020 | 2500 | 550 | 0.10 | 0.20
Ré 4500 | 1,600 0.20 0.30 4000 | 1350 | 015 | 024 | 3000 | 750 | 0.10 | 024 | 2100 | 500 | 010 | 0.24
HMB230, WMB230 F4f 1A X7 &1 Xtz
HMB230, WMB230 Finish High Speed Cutting Conditions Reference Table
WIDE-MAX Series
HY-MAX Series
E1A%, 8137, 58 el ARely I
I}AR Carbon Steel, Alloy Steel, Cast Iron Prehardened Steel Hardened Steel Hardened Steel
Work S50C, SCM, FC250 NAK, HPM SKD1, STAVAX SKD11
Material
~1000 N/mm? 35~45HRC 45~55 HRC 55~60 HRC
=8t | Spindle | Feed | Depthof | Depthof | Spindle | Feed |Depthof| Depth |Spindle| Feed | Depth | Depth |Spindle | Feed | Depth | Depth
Radius | Speed | (mm/ | Cut Cut | Speed | (mm/ | Cut | ofCut | Speed | (mm/ | ofCut | of Cut | Speed | (mm/ | of Cut | of Cut
(min") | min] | gplmm) | aelmm) | (min") | minl | aplmm) | aelmm)| (min") | minl | gpmm) aelmm)| (min) | min] | gp(mm) | aelmm)
RO5 | 40,000 | 3800 0.03 003 | 40000 & 3500 | 003 | 0.02 |40000| 3000 | 003 | 002 | 40000 | 2000 | 0.02 | 002
RO.75 | 38000 | 3,800 0.05 004 | 38000 | 3500 | 0.05 | 003 |38000 3000 003 | 003 |38000 2000 | 002 | 003
R1 32,000 | 3800 0.05 005 | 32000 | 3500 | 005 | 004 |32000 3100 @ 003 | 004 |32000 | 2600 | 002 | 004
R1.5 | 26000 | 3500 0.08 008 | 26000 | 3300 | 006 | 006 |24000 2800 & 005 | 006 |21,000 2300 | 005 | 0.06
R2 22,000 | 3,700 0.10 010 | 22000 | 3400 | 008 | 008 |20000 2900 & 005 | 008 | 17000 2300 | 0.05 | 0.08
R25 | 20,000 | 3,600 0.10 013 | 20000 | 3400 | 010 | 010 |17,000 2700 | 005 | 0.0 | 14,000 | 2100 | 0.05 | 0.10
R3 16,000 | 3,500 0.15 015 | 16000 | 3200 | 010 | 0.10 |13,000 | 2600 | 010 | 0.10 | 11,000 | 2000 | 0.10 | 0.10
Ré4 14,000 | 3,000 0.20 020 | 13000 | 2700 | 015 | 015 |10000 2100 | 010 | 0.5 | 8000 | 1,600 | 0.10 | 0.15
RS 10,000 | 2,600 0.20 025 | 10000 | 2500 | 015 | 020 | 8000 | 1900 | 010 | 020 | 6000 | 1,350 | 0.10 | 0.20
Ré 8000 | 2100 0.20 0.30 8000 | 2000 | 015 | 024 | 6500 | 1550 | 0.10 | 024 | 5000 | 1150 | 0.10 | 0.24
1. BT 20| i SCI2 THIS A3 FHAIR 2. api= S| UYYS BAFLICL ael BRSO BYS BABLICY,
3. MATHQ 7S 40l [t MAEH HAIRE ALSa FHAIL. 4. BA ZAAHE X YLICH HH| 7IBAl0= 7k, 71Af et 2218 ZF6HA
7FSSHAI7| HERfLICH

1. Use a rigid and precise machine and holder.
3. Use the appropriate coolant for the workpiece and machining shape.

2. aplmm) : Axial Depth of Cut / ae(mm) : Radial Depth of Cut
4. The cutting condition table is a reference. In actual machining, adjust the
conditions according to the machining shape and machine.
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