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Standard Milling Condition for HSS End Mills

AG=)L 2 AG-mill Two Flutes

AGE 2HA=ZFT 17

I\ AG-mill Two Flutes Medium

WBEMR# SS Gl SCM F14RH SKD |ME#EE $% FC. FCD ZILEZOLE:
WHIM | x3R#  S-C | FAE# NAKHPM|27YLZ# SUS |FHVEE i ’ HaE IEHZRE ENTOBS
Work . k -
Material | Structural Steels | Alloy Steels Mol_d Steels N_icke_l Alloys Cast Irons égl;;grumlxlsoys Grooving
Carbon Steels Heat treated Steels | Stainless Steels | Titanium Alloys (~ 200HB) Ner e Alys
PASES OEH | XDFE | EEH | ZDERE | BEH | XDRE | EEH | Z0ERE | BEH | XOEE | BE8 | XDEE ?,js-% I:l—‘
Dia. of | Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed LE.‘
Mill (mm) | (min?) | (mm/min) | (min?) | (mm/min) | (min?) | (mm/min) | (min'!) | (mm/min) | (min?) | (mm/min) | (min?) | (mm/min)
2 7900 180 6400 140 4000 70 3200 45 7200 420 14000 720
3 5300 200 4200 140 2700 70 2100 50 4800 440 9000 | 760 | m@EmIoEs
5 3200 200 2500 140 1600 70 1300 50 2900 430 5400 740 | Side Miling
6 2600 200 2100 140 1300 70 1100 50 2400 440 4500 760
8 2000 200 1600 140 1000 70 800 50 1800 440 3400 760 15D
10 1590 | 200 [ 1270 [ 140 800 | 70 640 50 1400 | 450 | 2700 [ 770 %f%D
12 1330 200 1060 140 660 70 530 50 1200 440 2300 760
15 1060 200 850 140 530 70 420 50 960 440 1800 760
20 800 190 640 130 400 65 320 45 720 410 1400 | 720 | D oa ’;TE,\’AW@
25 640 150 510 100 320 50 250 35 570 320 1100 550
30 530 120 420 80 270 40 210 30 480 250 900 440
40 400 80 320 60 200 30 160 20 360 170 680 300
50 320 40 250 30 160 15 130 10 290 90 540 140
| AGE”I 2*52_)9 0>/ AG-mill Two Flutes Long
BEMA# SS &% SCM AR SKD |ME#EE $8 FC, FCD ZIW=ZOLEE
WM | e3RE S-C FHEH NAK HPM| 27VVA# SUS | FHVER e ' HaE FHEE
Work .
Material | Structural Steels | Alloy Steels Mold Steels Nickel Alloys Cast Irons égg)srumlc/)&;lsoys AIEMTOSE
Carbon Steels Heat treated Steels| Stainless Steels | Titanium Alloys | (~ 200HB) Nonferrous Alloys Side Milling
12 EEH | XDEE | BEH | Z0RE | EEH | ZDRE | BES | ZDERE | @EEH | Z0RE | @EY | ZDERE
Dia. of | Rotation | Feed | Rotation | Feed | Rotation | Feed | Rotation | Feed | Rotation | Feed | Rotation | Feed 3D|
Mill (mm) | (min?) | (mm/min) | (min") | (mm/min) | (min!) | (mm/min) | (min?) | (mm/min) | (minT) | (mm/min) | (min) | (mm/min) ?J%
3 4200 80 3200 55 2700 35 2100 25 4800 220 9000 380 =
5 2500 80 1900 55 1600 35 1300 25 2900 220 5400 380
6 2100 | 80 | 1600 | 55 | 1300 | 35 | 1100 | 25 | 2400 | 220 | 4500 | 380 | DZZirwne
8 1600 80 1200 55 1000 35 800 25 1800 220 3400 380
10 1300 80 960 55 800 35 640 25 1400 220 2700 390
12 1100 80 800 55 660 35 530 25 1200 220 2300 380
15 850 80 640 55 530 35 420 25 960 220 1800 380
20 640 75 480 50 400 30 320 25 720 210 1400 360
I AG=)U 4% AG-mill Four Flutes
BEMR# SS axil SCM FA4 R SKD | ME#EE $%% FC. FCD ZIL=ZOLEE
WHIM | xR#  S-C | FAE# NAKHPM|27YL2# SUS |FHVES e ’ HeE EHERE
Work A
Material | Structural Steels | Alloy Steels Mol_d Steels N_ic:ke_l Alloys Cast Irons élc;gggumlxlsoys
Carbon Steels Heat treated Steels| Stainless Steels | Titanium Alloys | (~ 200HB) Nonferrous Alloys | BIEMIOEE
Side Milling
PASES EEH | XDFE | EEH | ZDERE | DEH | XDRE | OEH | Z0ERE | BEH | X0EE | BE8 | 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) 0.25D ILSD
3 5300 250 4200 180 2700 90 2100 60 4800 550 9000 950 | UTF
5 3200 250 2500 180 1600 90 1300 60 | 2900 550 | 5400 920 [
6 2600 250 2100 180 1300 90 1100 60 1400 550 4500 950
8 2000 | 250 | 1600 | 180 | 1000 | 90 800 60 | 1800 | 550 | 3400 | 950 | DEZhSkaE
10 1590 250 1270 180 800 90 640 60 1400 560 2700 970
12 1330 250 1060 180 660 90 530 60 1200 550 2300 950
15 1060 250 850 180 530 90 420 60 960 550 1800 950
20 800 240 640 170 400 85 320 55) 720 520 1400 890
25 640 190 510 130 320 65 250 45 570 400 | 1100 690
30 530 150 420 100 270 50 210 35 480 320 900 550
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Attention on using the milling condition tables

. Utilize the standard milling conditions shown in the catalogs just as the
general guide, when starting operation.

Adjust milling condition when unusual vibration, different sound occur by
cutting.

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

o

CEALEELV. Z0BE. EDBEBRULETRFTI LS,

feed rate.

| AG=JL 48A 0O/ % AG-mill Four Flutes Long

WISl SS &%l SCM A A8 SKD |M#SE % FC, FCD ZIWEZOLEE
WHIM | 3RS S-C | #@EM NAK HPM| 27U SUS | FovE: o ' HEE FRERE
Work .
Material | Structural Steels | Alloy Steels Mol_d Steels N_icke_l Alloys Cast Irons él(;lprggumlxlsoys
Carbon Steels Heat treated Steels| Stainless Steels | Titanium Alloys | (~200HB) Nonferrous Alloys | BIEMLIOEE
Side Milling
PASES O | EDERE | EEM | ZDEE | @E8 | XDRE | DEH | X0RE | OEH | ZX0EE | @EH | Z0EE
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)
3 4200 110 3200 75 2700 45 2100 33 4800 290 9000 510
5 2500 110 1900 75 1600 45 1300 88) 2900 290 5400 490
6 2100 110 1600 75 1300 45 1100 33 2400 290 4500 500
8 1600 | 110 | 1200 | 75 | 1000 | 45 800 | 33 | 1800 | 290 | 3400 | 500 | D'ZZhSkoE
10 1300 110 960 75 800 45 640 33 1400 300 2700 510
12 1100 110 800 75 660 45 530 33 1200 290 2300 510
15 850 110 640 75 530 45 420 33 960 290 1800 510
20 640 100 480 70 400 45 320 30 720 280 1400 480
25 510 80 380 55 320 35 250 25 570 210 1100 370
30 420 65 320 40 270 25 210 20 480 170 900 290

2AGE/2AGEM/2AGEL/4AGE/4AGEL
1) RSAMI (T7JO—-Z#E) OBAFEEGEHEXDREZZNZEN

70%(CLTLEE L,
2) AT VUZAMZENTIIHBAIFU T Y MTIHIULTL S,
3) MEGE. F&VATRICFIKBLIEHFIDERZSTITHLET,

I AG=)L R—)L AG-mill Ball

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

BEmM SS |a%f# SCM | F, R SKD | MEASE s FC. FCD TPIEZOLEE
#WHIM | R3R#  S-C | SHEM NAKHPM| 27VLZdE SUS | FyVESR o ’ HaE FHBEE
T [J-3 Worl§ Structural Alloy Steels Mold Steels . Aluminum Alloys
é-';” élggiﬁs Wil Steels Hea); treated Stainless 'Il\'lif;rﬁhﬁliﬁj o ?isg(ljr(())u%) Copper Alloys g
(mm) Carbon Steels | Steels Steels Nonferrous Alloys
YDASE | mEy | E0EE | EEM | E0EE | BEM | E0EE | BEY | E0RE | BEY | E0RE | BEY |E0EE
Depth of 6t gotation | Feed | Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed
ap | Pf | (min") |(mm/min)| (min") |(mm/min)| (min?) |(mm/min) | (min?) | (mm/min) | (min?) | (mm/min) | (min?) | (mm/min) | @EmToss
R1 | 08| 08| 7200| 120 | 4800 | 74 | 4000 | 66 | 3200| 42 | 7200| 140 |14000| 410 |SHeMiine
R2 | 16| 16| 3600 140 | 2400 | 82 |2000| 75 | 1600 | 45 | 3600| 150 | 6800 460
- 3 | 24| 24] 2400 150 | 1600 | 88 [ 1300 | 78 | 1100 | 50 | 2400| 160 | 4500| 480 |
Rouging R 5 | 4 | 4 [ 1400[ 150 | 960| 95 | 800| 86 [ 640 51 | 1400 170 [ 2700] 510 | i
R8 | 64| 64| 900| 150 | 600 | 93 500 | 87 | 400| 52 900| 170 | 1700| 510 n
RIO | 8 | 8 720| 150 | 480 | 91 400| 86 | 320| 51 720| 170 | 1400| 510
R125/ 10 |10 | 570| 140 | 380 | 81 320| 76 | 250 | 43 570| 160 | 1100| 490 | D37 E5e
R1 | 02[ 03[12000| 600 [ 8000 | 360 | 6600 | 260 | 5300 | 160 [12000| 630 [23000 | 1400 | R L*E
R2 | 02] 04| 8200| 660 | 5500 | 400 | 4600 | 290 | 3700 | 180 | 8200 | 690 [16000| 1500
#rFR3 | 05| 05| 4300| 470 [ 2900 | 290 | 2400 | 210 | 1900 | 130 | 4300 500 | 8200 1100
ST [R5 | 05| 06| 3300| 590 | 2200 | 360 | 1800 | 260 | 1500 | 160 | 3300 | 620 | 6200 | 1300
Finishing |R 8 | 05| 08| 2600| 730 | 1700 | 430 | 1400 | 310 | 1100 | 190 | 2600 | 760 | 4900 | 1600
RI0 | 05| 09| 2300| 780 | 1500 | 460 | 1300 | 350 | 1000 | 210 | 2300 | 820 | 4300 | 1800
R125| 05| 1 | 2000| 840 | 1400 | 530 | 1100 | 370 | 910 | 230 | 2000 | 880 | 3900 | 2000
2AGRE

1) £ EFMIIEhH 0.0Tmm DL D7k Ap. PP EEOTVET,

2) RSAMI (T7J0—=#E) DBEFEGHEXDREZZNTN
70%IcLTLEE L,

1) Depth of cut(@p & Pf) is calculated to be 0.01mm(=h) in finishing process.

2) In dry milling(recommend air blow), reduce the rotation and feed to 70% of
table values.
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