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Standard Milling Condition for HSS End Mills

AG=)) 5T 4>/ < 3— b AG-mill Roughing Short
AGEJ[J 574 77“ IJ:F a5 I/‘J?"Z*‘J J— |\ AG-mill Roughing Regular Length Short
AG=)U 574249537 X AG-mill Roughing Radius

WIS SS &l SCM 4 A8 SKD | ME#SE % FC.FCD ZIWEZU LG | BENIOBE
WHEIM | R3REE S-C FHEH NAK HPM| 27VVA# SUS | FHVERE o ' HEs RS | Coovne
Work .
Material | Structural Steels | Alloy Steels Molq Steels N'icke:I Alloys Cast Irons élc?;;gsrumbAJSyS b I
Carbon Steels Heat treated Steels| Stainless Steels | Titanium Alloys (~ 200HB) Nonferrous Alloys | BT .
)RS EEH | XDEE | BEH | Z0RE | EEH | ZhRE | BES | ZDERE | @EY | Z0RE | @EY | ZDEE le.]
Dia. of | Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Mill (mm) | (min?) | (mm/min) | (min?) | (mm/min) | (min!) | (mm/min) | (min'!) | (mm/min) | (min?) | (mm/min) | (min?) | (mm/min) N
6 2100 | 260 | 1600 | 180 | 1300 | 100 | 1100 | 75 | 2400 | 320 | 4500 | 1200 | BEMIOES
8 1600 280 1200 190 1000 120 800 80 1800 340 3400 | 1300
10 1300 280 960 190 800 120 640 80 1400 340 2700 | 1300
12 1100 280 800 190 660 120 530 84 1200 340 2300 | 1300 | o5p jﬁD
15 850 280 640 190 530 120 420 84 960 340 1800 | 1300 | BHAF
20 640 260 480 180 400 110 320 78 720 340 1400 | 1300 ‘
25 510 290 380 200 320 130 250 87 570 390 1100 | 1400 | . 1+ pspoz
30 420 260 320 180 270 110 210 78 480 360 900 | 1300 Dia. of Mill
40 320 170 240 110 200 74 160 51 360 230 680 840
50 250 110 190 71 160 46 130 32 290 150 540 520
— — 3ty —
I AG=)V 57 «42VY =5 « 7 Lx AG-mill Roughing Medium
BEMRH SS &%l SCM 4 A8 SKD |ME#EE s#% FC, FCD ZIWEZOU LG | BNIOBE
WHIM | RREE S-C SHEH NAK HPM| 27VLU2Z# SUS | FHVEE T ' Was IR | Croovne
Work .
Material | Structural Steels | Alloy Steels Mold Steels Nickel Alloys Cast Irons él;;;gumlxlsoys D
Carbon Steels Heat treated Steels| Stainless Steels | Titanium Alloys (~ 200HB) Nonferrous, Alloys LT
.o.]
PSS i | XDEE | EEH | Z0RE | EEH | Z0RE | BEH | ZDERE | @EH | Z0RE | @EY | ZDERE
Dia. of | Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Mill (mm) | (min?) | (mm/min) | (min'?) | (mm/min) | (min!) | (mm/min) | (min') | (mm/min) | (min?) | (mm/min) | (min?) | (mm/min) o
6 [ 2100 | 180 | 1600 | 120 | 1800 | 75 | 1100 | 50 | 2400 | 220 | 4500 | g00 | WEMTIOES
8 1600 200 1200 130 1000 80 800 55) 1800 240 3400 900
10 1300 200 960 130 800 80 640 59 1400 240 2700 900
12 1100 200 800 130 660 86 530 59 1200 240 2300 920 05D 1.5D
15 850 200 640 130 530 86 420 59 960 240 1800 920 LA
20 640 180 480 120 400 81 320 55) 720 240 1400 890
25 510 190 380 130 320 85 250 58 570 260 1100 950 | b1y psse
30 420 170 320 120 270 76 210 52 480 240 900 860 Dia. of Mill
40 320 110 240 76 200 49 160 34 360 160 680 560
50 250 71 190 48 160 31 130 21 290 100 540 350
| AG=)U 57 «>2% O27% AG-mill Roughing Long
BEMRME SS &= SCM EEPS | SKD $%% FC. FCD ZILEZULE
#WHIM | k%8 S-C FEH NAK HPM | XZFVLURE Sus |7 ’ HaE IFHEE
Work .
Material | Structural Steels Alloy Steels Molq Steels Cast Irons ég";;guzhxg)ys
Carbon Steels Heat treated Steels | Stainless Steels (~200HB) Nonferrous Alloys E:JE{J/E%‘?ES
S OE | XDRE | OEH | XDEE | DEH | XDERE | OEH | XDRE | BEH | XDERE
Dia. of Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Mill (mm) | (min") | (mm/min) | (min") | (mm/min) | (min") | (mm/min) | (min") | (mm/min) | (min) | (mm/min) | ,p 3D
6 2100 130 1600 920 1300 60 2400 170 4500 650 LI
8 1600 150 1200 100 1000 65 1800 180 3400 700 [
10 1300 160 960 100 800 65 1400 180 2700 700 )
2 1100 150 800 100 660 65 1200 180 2300 700 | Pz hnmitE
15 850 160 640 100 530 66 960 180 1800 700
20 640 140 480 95 400 61 720 180 1400 670
25 510 150 380 98 320 64 570 200 1100 710
30 420 130 320 88 270 57 480 180 900 650
40 320 85 240 57 200 37 360 120 680 420
50 250 53 190 36 160 23 290 73 540 260
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Attention on using the milling condition tables
1. Utilize the standard milling conditions shown in the catalogs just as the

general guide, when starting operation.
2. Adjust milling condition when unusual vibration, different sound occur by

cutting.

3. When using low speed machines, use the maximum speed and adjust the

feed rate.

AGIIV 57«0 OV
AG-mill Roughing Long Shank SX Type, SLX Type

AGII 571V

VY SXW, SLXH

Vo0V IYv 9597 R SXH, SLXH

AG-mill Roughing Long Shank Radius SX Type, SLX Type

WBiEMM SS Azl SCM A A8 SKD |M#SE #% FC FCD |2 ZILEZULEE
WEIM | kR$  S-C | AE#E NAKHPM| Z27VL2# SUS | FHVES e ’ HaE IEHZE
Work PN
Material | Structural Steels | Alloy Steels Mol_d Steels N_ic:ke_l Alloys Cast Irons él(;}prggumlxlsoys E:JE?AI]\%?%D
Carbon Steels Heat treated Steels| Stainless Steels | Titanium Alloys (~ 200HB) N o Alsys
SE &R | EZDRE | EER | XDRE | @R | X0RE | @S | X0RE | @ER | X0RE | @ER | #heg | 19D+
Dia. of | Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Mill (mm) | (min") | (mm/min) | (min?) | (mm/min) | (min!) | (mm/min) | (min?) | (mm/min) | (min?) | (mm/min) | (min?) | (mm/min) | 0.1p
16 800 130 600 90 500 58 400 40 900 170 1700 620 o
20 640 130 480 86 400 56 320 38 720 170 1400 610 | DizvrsLAE
25 510 150 | 380 98 320 64 250 44 570 | 200 [ 1100 | 710 Dia. of Wil
30 420 130 320 88 270 57 210 39 480 180 900 650
35 360 120 270 79 230 51 180 35 410 160 770 580
40 320 85 240 57 200 37 160 25 360 120 680 420
50 250 53 190 36 160 23 130 16 290 73 540 260
— » W —
I SGFAXZT4 9TV RZ)) ¥3—B s6FAX Roughing End Mills Short
BISH# SS agill SCM A A8 SKD | ME#SE $%% FC. FCD ZIW=ZOLEE BINIOHBE
WHIM | R%$  S-C | BE#E NAKHPM| ZF7ULAE SUS | FoVESR - ' aE JEHem | ooovne
Work ;
Material | Structural Steels | Alloy Steels Molq Steels N_ickgl Alloys Cast Irons é:;gggrumlxlsys D
Carbon Steels Heat treated Steels| Stainless Steels | Titanium Alloys (~ 200HB) Nonferrous Alloys | A F
= : : . l.o.]
S B | XDFE | EEH | ZDRE | @EH | ZORE | BEH | xDEE | OEH | XDEE | DR | XDEE -
Dia. of | Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Mill (mm) | (min?) | (mm/min) | (min')) | (mm/min) | (min!) | (mm/min) | (min'!) | (mm/min) | (min?) | (mm/min) | (min?) | (mm/min) .
6 | 2100 | 230 | 1600 | 150 | 1300 | 100 | 1100 | 70 | 2400 | 280 | 4500 | 1100 | BEMIOES
8 1600 230 1200 150 1000 100 800 68 1800 280 3400 | 1100
10 1300 230 960 160 800 100 640 70 1400 290 2700 | 1100
12 1100 280 800 190 660 120 530 84 1200 340 2300 | 1300 | 05D ‘P-5D
15 850 280 640 190 530 120 420 84 960 340 1800 | 1300 | KF
20 640 260 480 180 400 110 320 78 720 340 1400 | 1300
25 510 290 380 200 320 130 250 87 570 390 1100 | 1400 | 5 1vpe=pmz
30 420 260 320 180 270 110 210 78 480 360 900 | 1300 Dia. of Mill
40 320 170 240 110 200 74 160 51 360 230 680 840
50 250 110 190 71 160 46 130 32 290 150 540 520
I SG-FAXS T4 VTV RV 27 47 Ly SGFAX Roughing End Mils Medium
BEAM SS agill SCM A A8 SKD | ME#SE $%% FC. FCD ZIW=ZOLEE BINIOHBE
WHEIM | R%$  S-C | WBE#@ NAKHPM| ZF7ULAE SUS | FHVESR - ' s MRS | oroore
Work ;
Material | Structural Steels | Alloy Steels Molq Steels N_ickgl Alloys Cast Irons é:;ggg:]mlxlsys b
Carbon Steels Heat treated Steels| Stainless Steels | Titanium Alloys (~ 200HB) Nonferrous Alloys | LI
S2 B | XDFE | EEH | ZDRE | @EH | ZORE | BEH | xDEE | OEM | XDEE | DR | XDEE el
Dia. of | Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Mill (mm) | (min?) | (mm/min) | (min')) | (mm/min) | (min!) | (mm/min) | (min'!) | (mm/min) | (min?) | (mm/min) | (min?) | (mm/min) .
6 | 2100 | 160 | 1600 | 100 | 1300 | 68 | 1100 | 47 | 2400 | 190 | 4500 | 730 | MEMIOSE
8 1600 150 1200 100 1000 67 800 46 1800 190 3400 720
10 1300 160 960 110 800 69 640 47 1400 200 2700 740
12 1100 200 800 130 660 86 530 59 1200 240 2300 920 05D ‘P 5D
15 850 200 640 130 530 86 420 59 960 240 1800 920 LU
20 640 180 480 120 400 81 320 55) 720 240 1400 890 [
25 510 190 380 130 320 85 250 58 570 260 1100 950 | b1y p=psim
30 420 170 320 120 270 76 210 52 480 240 900 860 Dia. of Mill
40 320 110 240 76 200 49 160 34 360 150 680 560
50 250 71 190 48 160 31 130 21 290 100 540 350

AGRES/AGRERS/AGRERS-R/AGREM/AGREL/AGREX/AGREU/SGFRE/SGFRERS/SGFREM/SGLREM
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1) In dry milling(recommend air blow), reduce the rotation and feed to 70% of

table values.

2) Use in wet condition in case of Stainless Steels.
3) Recommend use of non water soluble cutting fluid to Nickel Alloys,
Titanium Alloys.
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