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Attention on using the milling condition tables

general guide, when starting operation.

n

cutting.

. Utilize the standard milling conditions shown in the catalogs just as the
Adjust milling condition when unusual vibration, different sound occur by

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

| F4w4& 3K NATAC End Mills Three Flutes

N —_ E PN
1Hismm SS asd SCM FAZM_ SKD | g ro rop FILS=oLas | BNIOSS
WHEIM | %R S-C AEHE NAK HPM | RFV LR SUS ’ 5T HHER
Work .
Material | Structural Steels Alloy Steels Mold Steels Cast Irons él(;lml:ru;r;lsllscws 0.5D
Carbon Steels Heat treated Steels | Stainless Steels (~ 200HB) Noﬁ?errous yAIons T ‘ B ‘
PAes B | XDRE | [@EREy | XDRE | BEEH | XORE | O | XDERE | 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) | gEmmToss
2 4000 100 2800 67 2000 37 4800 300 9600 550 Side Milling
3 2700 110 1900 69 1300 39 3200 320 6400 580
5 1600 110 1100 69 800 38 1900 320 3800 580 15D
6 1300 110 930 69 660 38 1600 320 3200 580 %25[)
8 1000 110 700 69 500 38 1200 320 2400 580 AR
10 800 110 560 70 400 39 960 320 1900 580
12 660 110 460 70 330 39 800 320 1600 580 D: 5; Eﬁ\’ﬂﬁ*é
15 530 110 370 70 270 39 640 320 1300 580 )
20 400 100 280 65 200 36 480 300 960 550
F% v 4¥HA NATAC End Mills Four Flutes
o Y 3
A—)\—)\— R 4%H sUPER HARD End Mills Four Flutes
WEMA# SS &=l SCM A A4l SKD %% FC.FCD ZIVEZULEE
WEIM | R S-C HAESH NAK HPM | RF VL8 SUS ’ fHaE IFHEE
Work .
Material | Structural Steels Alloy Steels Mold Steels Cast Irons élctlmll;‘lruz’;lg«ll:ys
Carbon Steels Heat treated Steels | Stainless Steels (~ 200HB) Noﬁ?errous yAIons
NE | DEM | XORE | DES | Z0RE | DEM | X0RE | DEN | X0RE | DER | Zozg |UENTOSS
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)
3 2700 130 1900 79 1300 45 3200 360 6400 670 15D
5 1600 130 1100 79 800 a4 1900 360 3800 650 | 920
6 1300 130 930 79 660 44 1600 360 3200 670
8 1000 130 700 79 500 44 1200 360 2400 670
10 800 130 560 81 400 45 960 370 1900 680 | DEYbSmE
12 660 130 460 81 330 45 800 370 1600 670
15 530 130 370 80 270 45 640 370 1300 670
20 400 120 280 75 200 42 480 340 960 630
25 320 92 220 58 160 32 380 260 760 480
30 270 73 190 46 130 26 320 210 640 390
40 200 50 140 32 100 18 240 140 480 270
50 160 26 110 16 80 9 190 74 380 140
0 Y ~ n ’
| A=I\=)\—=R OYJ 48 SUPER HARD End Mills Long Four Flutes
BEMRH SS a%il SCM &A1 X4 SKD 8% FC.FCD ZIVEZOLEE
WHEIM | R S-C AEHE NAK HPM | RFV LR SUS ’ 5T HHER
Work A
Material | Structural Steels Alloy Steels Mold Steels Cast Irons églmlgru;r;lsllsws
Carbon Steels Heat treated Steels | Stainless Steels (~ 200HB) Noﬁ?errous yAIons AENTOBE
Al DIGE
PASES B | EDRE | [@ERE | XDRE | B | XDRE | O | XDERE | BEH | XDRE | SideMiing
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)
3 2700 76 1900 48 1300 27 3200 220 6400 400 0.1D 3D
5 1600 74 1100 48 800 27 1900 220 3800 400 SN
6 1300 76 930 48 660 27 1600 220 3200 400
8 1000 75 700 48 500 27 1200 220 2400 400 D: IV RS)LAHE
10 800 77 560 49 400 27 960 220 1900 410 Dia. of Wil
12 660 77 460 48 330 27 800 220 1600 400
15 530 76 370 48 270 27 640 220 1300 400
20 400 72 280 45 200 25 480 210 960 380
25 320 55 220 35 160 19 380 160 760 290
30 270 44 190 28 130 15 320 130 640 230
40 200 30 140 19 100 11 240 87 480 160
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Standard Milling Condition for HSS End Mills

| F4 w5 28K NATAC End Mills Two Flutes

BEMR# SS &%l SCM &A1 X4 SKD ZILEZO LGS B N
WM | BB SC BES NAK HPM | 2>vL2@ sus |B% FOFCD g sacm | Gmme
Work .
Material | Structural Steels Alloy Steels Mol_d Steels Cast Irons éggggumlglsoys
Carbon Steels Heat treated Steels | Stainless Steels (~ 200HB) Nepiaions s | }T:l_’i
T
Paes BERE | EXDRE | [@EREy | XDRE | BEH | XDRE | O | XDERE | BEH | XDRERE LE—‘
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)
2 4000 96 2800 62 2100 34 4800 280 9600 510 13!]@7][110)1%3
3 2700 100 1900 63 1300 36 3200 290 6400 B4g | SeMine
5 1600 100 1100 63 800 34 1900 290 3800 520
6 1300 100 930 63 660 35 1600 290 3200 530 025D 1.5D
8 1000 100 700 63 500 35 1200 290 2400 530 LT
10 800 100 560 65 400 36 960 300 1900 550
12 660 100 460 64 330 36 800 290 1600 540 .
15 530 100 370 64 270 36 640 290 1300 540 | DBubamE
20 400 96 280 60 200 33 480 280 960 500
o R
A—)\—/\— R 28 SuPER HARD End Mills Two Flutes
WERH SS &% SCM 54 24 SKD s FC.FCD ZIVEZOLEE
WHEltT | k=M S-C RE#H NAK HPM | ZFVLUZ# SUS |7 ? fHeE HHER BTOBS
Work . b -
Material | Structural Steels Alloy Steels Molq Steels Cast Irons égggguml g:lsoys Groovine
Carbon Steels Heat treated Steels | Stainless Steels (~ 200HB) Nonferrous Alloys
sz ElERgy | XDRE | BERE | EDRE | BEEEH | EXDRE | OEH | XDEE | @ | XDRE ?;-15_%
Dia. of Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed ‘ D ‘
Mill (mm) | (min') | (mm/min) | (min'") | (mm/min) | (min') | (mm/min) | (min'") | (mm/min) | (min')) | (mm/min) —
2 4000 80 2800 51 2000 28 4800 230 9600 420
3 2700 84 1900 53 1300 30 3200 240 6400 450 | mEmIoss
5 1600 84 1100 53 800 30 1900 240 3800 450 Side Milling
6 1300 84 930 53 660 30 1600 240 3200 450
8 1000 84 700 53 500 30 1200 240 2400 450 15D
10 800 86 560 54 400 30 960 250 1900 450 ?f%D
12 660 85 460 54 330 30 800 240 1600 450
15 530 85 370 54 270 30 640 240 1300 450
20 400 80 280 50 200 28 480 230 960 420 D: EI)‘: ES’\%I”‘%
25 320 61 220 38 160 21 380 180 760 320
30 270 49 190 31 130 17 320 140 640 260
40 200 34 140 21 100 12 240 96 480 180
50 160 17 110 11 80 6 190 50 380 90
o . N
I A=)\=)\—=R 02727 SUPER HARD End Mills Long Two Flutes
BERHM SS azill SCM 54 4 SKD 8% FC.FCD ZIWEZOLEE
Wt |k S-C BEM NAK HPM | ZFV L2 SUS | 7 : HeE HHER
Work .
Material | Structural Steels Alloy Steels Mold Steels Cast Irons ég’[:ggumlxgws
Carbon Steels Heat treated Steels | Stainless Steels (~ 200HB) Nonferrous Alloys AENTOSS
2 EERE | XDEE | EEEK | XOEE | EEH | XOEE | OER | XOEE | OEK | EDEE | SideMiing
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) D
3 2700 42 1900 26 1300 15 3200 120 6400 220 gj_'l): s
5 1600 42 1100 26 800 15 1900 120 3800 220
6 1300 42 930 26 660 15 1600 120 3200 220
8 1000 42 700 26 500 15 1200 120 2400 220 D: IV RILAR
10 800 43 560 27 400 15 960 120 1900 230 Dia. of il
12 660 43 460 27 330 15 800 120 1600 220
15 530 42 370 27 270 15 640 120 1300 220
20 400 40 280 25 200 14 480 110 960 210
25 320 31 220 19 160 11 380 88 760 160
30 270 24 190 15 130 9 320 70 640 130
40 200 17 140 11 100 6 240 48 480 88

2NAC/2SE/2RSE/SL2SE/RSL2SE/3NAC/4NAC/4SE/ARSE/SL4SE/RSLASE

1) RSAMI (T770—%Z#E) OBAEEGHEEDREZZNZEN
70%ICLTLEE,

2) AT VLZAMENTI BRI T Y FCTIHITULTL S0,

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




