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Standard Milling Condition for Carbide End Mills
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e Rl Carbon Steels Ay Sizels Hardened Steels Stainless Steels N_|cke_| (Al
c Heat treated Steels Titanium Alloys
ast Irons (25 ~ 35HRC) (40 ~ 50HRC) (SUS304, 316) (20 ~ 45HRC)
(150 ~ 250HB) a
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Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed LRJ
(mm) (min) | (mm/min) | (min") | (mm/min) | (min'") | (mm/min) | (min") | (mm/min) | (min"") | (mm/min)
0.2 32000 130 32000 120 32000 100 32000 90 19000 30
0.3 32000 190 32000 170 24000 120 29000 120 14000 30 AENTOES
04 32000 260 29000 210 18000 120 21000 120 11000 30 Side Milling
0.5 29000 290 23000 210 14000 110 17000 120 8600 30
0.6 27000 320 21000 230 13000 120 16000 130 8000 40
t)J 0.8 20000 320 16000 230 10000 130 12000 130 6000 40 ap
\ﬁu 1.0 16000 320 13000 230 8000 130 10000 140 4800 40
1.5 11000 330 8500 230 5300 130 6400 130 3200 40 8 |
% 2.0 8800 350 7000 250 4400 140 5300 150 2600 40
3.0 8000 480 6400 350 4000 190 4800 200 2400 60 D: TV RSLAE
14: o ——™ 1.0D Dia. of Mill
R ae 0.06D (D<1) 01D (D=1) [ 0.05D I 0.06D (D<1) 01D (D=1)
BT | ap 03D (D<1) 05D (Dz1) \ 0.2D \ 0.3D [ 0.1D
2GEOSC

1) Use highly rigid machining center and holder.

2) Use an air blow for dry milling.

3) When grooving Stainless Steels, reduce the rotation to 60% , and the feed
to 40% of table values

4) Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
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Dia. of Mill |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed
(mm) (min") | (mm/min) | (minT) | (mm/min) | (min"") | (mm/min) | (min-") | (mm/min) | (min") | (mm/min) | (min-") | (mm/min)
4 7100 900 | 8700 1100 | 4800 360 4000 360 7900 210 2400 90 a
6 4800 1200 | 5800 1500 | 3200 380 2600 400 5300 250 1600 90 Qe |
8 3600 1200 | 4500 1500 | 2400 380 2000 400 4000 250 1250 90 [
10 2800 1200 | 3500 1500 1900 380 1600 400 3200 250 1000 100 D TV KEAE
12 2400 | 1200 | 2900 | 1400 | 1600 | 400 | 1300 | 400 | 2600 | 250 800 | 100 | UaZtami®
16 1800 900 | 2200 1100 1200 360 1000 360 2000 210 600 90
20‘ 1400 700 | 1700 850 850 340 800 300 1600 150 500 80
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1 | Structural Steels Alloy Steels i Nickel Alloys
Work Material | 5500 Steels ?'fg}:g%';s Heat treated Steels 'E‘fédinggl_?é%%ls (Séfjglggzséﬁ%l‘;’ Titanium Alloys a;fl:\_F
(150 ~ 250HB) i (25 ~ 35HRC) : (20 ~ 45HRC) ‘ D ‘
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Dia. of Mill |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed |(E 1)
(mm) (minT) | (mm/min) | (min"") | (mm/min) | (min") | (mm/min) | (min-") | (mm/min) | (min-") | (mm/min) | (min-") | (mm/min) | K% ~A0T
4 5400 | 700 | 6400 850 | 3400 | 280 | 2800 | 240 | 6300 | 210 | 1600 | 60 |Pocket miling
6 3600 900 4300 1100 | 2400 300 1700 260 4200 250 1100 60
8 2700 900 3400 1100 1800 280 1350 260 3200 250 800 60
10 2100 900 2600 1100 1400 280 1100 270 2500 250 650 65
12 1800 900 2200 1100 1200 300 900 270 2100 250 550 70
16 1350 700 1650 850 900 280 700 240 1600 210 400 60
20 1050 520 1350 700 700 260 550 220 1250 170 300 55 D: TV RS LR
BT ‘ ap 1.0D 0.3D 0.5D 0.3D Dia. of Mill
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1) Use highly rigid machining center and holder.

2) Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.

3) In case of pocket milling, please reduce feed rate from the value in the chart.
When diameter is under 10mm, it makes 25% of values in the chart. When
it is above 10mm, it makes 20% of values in the chart.
However, when horizontal machining center it is used, it does not apply




