BRECOMMENDED CUTTING CONDITIONS (SHANK TYPE)
B CUTTING CONDITIONS FOR SHOULDER MILLING

. Width of Cut:ae (mm)
Work Material Hard Insert Cutting Speed Feed per Tooth:fz (mm/tooth)
Lislicudrs araness | rade/Breaker (m\//rgin) 650 (the last letter of order number for cuter body) 63 (the last letter of order number for cutter body)
S(ap<110) | M(ap=157) | L (ap=205) | S(ap=110) | M(ap=157) | L (ap=205) | X (ap=261)
WH 120 <10.0 <5.0 <25 <125 <10.0 <5.0 <25
] (100—140) 0.15—0.25 | 0.15—0.25 | 0.10—0.20 | 0.15—0.25 | 0.15—0.25 | 0.15—0.25 | 0.10—0.20
Mild Steel <180HB 120 <75 <50 <5 <100 <75 <50 <25
M (100—140) 0.10—0.20 | 0.10—0.20 | 0.05—0.15 [ 0.10—0.20 | 0.10—0.20 | 0.10—0.20 | 0.05—0.15
w 30 <100 <5.0 <25 <125 <10.0 <5.0 <25
Carbon Steel 5 Wl (70—120) 0.15—0.25 | 0.15—0.25 | 0.10—0.20 | 0.15—0.25 | 0.15—0.25 | 0.15—0.25 | 0.10—0.20
Alloy Steel U=l a M 80 <75 <5.0 <25 <10.0 <75 <5.0 <25
> (70—120) 0.10—0.20 | 0.10—0.20 | 0.05—0.15 [ 0.10—0.20 | 0.10—0.20 | 0.10—0.20 | 0.05—0.15
ke (60 80100) 0 150103)20 0 135'8 20 |0 0?2'(5) 150 1S0126520 0 150106020 0 1?5'8 20 |0 0?2‘(5) 15
Alloy Tool Steel <300HB 80 <75 <50 <25 <100 <75 <50 <25
Il (60—100) 0.10—0.15 | 0.10—0.15 | 0.05—0.10 | 0.10—0.15 | 0.10—0.15 | 0.10—0.15 | 0.05—0.10
M & Wl (60 80100) 0 ofg 15| 0 055'8 15 | 0 052'(5) 100 ;106015 0 057'8 15 | 0 oss'g 15 | 0 052'2 10
Stainless Steel <200HB | & 80 <50 <35 <20 <75 <50 <35 <20
> dld (60—100) 0.08—0.15 | 0.08—0.15 | 0.05—0.10 | 0.08—0.15 | 0.08—0.15 | 0.08—0.15 | 0.05—0.10
: <10.0 <5.0 <25 <125 <10.0 <5.0 <25
Tensile ol (801—0(1)20) 0.15—0.40 | 0.15—0.35 | 0.10—0.30 | 0.15—0.40 | 0.15—0.40 | 0.15—0.35 | 0.10—0.30
Cast Iron Strength | | 100 <75 <50 <25 <100 <75 <50 <5
<350MPa = JM (80_120) — — — — _ — —
o = oA1<010%25 0.125 3.25 o.oi . g.zo 041<01205.25 o.1<0100625 0.125 3425 o.oi - g.zo
A o =10. =0 =z =12 =10. =0.! =Z.
Ductile Cast Iron ;;?gr?g?h > WH (60—100) 0.15—0.35 | 0.15—0.30 | 0.10—0.25 | 0.15—0.35 | 0.15—0.35 | 0.15—0.30 | 0.10—0.25
e M 30 <75 <5.0 <25 <10.0 <75 <5.0 <25
= (60—100) 0.10—0.20 | 0.10—0.20 | 0.05—0.15 | 0.10—0.20 | 0.10—0.20 | 0.10—0.20 | 0.05—0.15
E WH <5.0 <35 <20 <75 <5.0 <35 <20
) = (35—50) 0.05—0.10 | 0.05—0.10 | 0.05—0.10 [ 0.05—0.10 | 0.05—0.10 | 0.05—0.10 | 0.05—0.10
Ti Alloy =elelE | 40 <35 <5 <15 <50 <35 <5 <15
> M (35—50) 0.05—0.10 | 0.05—0.10 | 0.05—0.10 | 0.05—0.10 | 0.05—0.10 | 0.05—0.10 | 0.05—0.10

(Note 1) The above cutting conditons are determined based on high rigidity machine and workpiece, where no vibration occurred.
Please adjust the machining conditions if vibration is generated.

(Note 2) For the tools of cutting edge length is 200mm or more, please reduce the cutting speed and table feed by 10-20% and the cutting
width by 50%.

(Note 3) If the cutting angle between the tool and workpiece exceeds 90° when machining corners. Reduce the cutting speed and table feed
by 10-20% and ae by 50%. Also if possible, set a radius cutting path for corners.

[l CUTTING CONDITIONS FOR SLOT MILLING

. Width of Cut:ap (mm)
TN - Insert Cutting Speed Feed per Tooth :fz?mm/tooth)
ork Matena ariness | rade/Breaker (m\//niin) 650 (the last letter of order number for cuter body) 63 (the last letter of order number for cutter body)
S(ap<110) | M(ap=157) | L (ap=205) | S(ap=110) | M(ap=157) | L (ap=205) | X (ap=261)
W (50 60:I.20) [0} 150106025 0 155'8 20 |0 152'3 5|0 150126525 0 150106025 0 155'8 20 | 0 152'3 15
Mild Steel <180HB 60 <75 “<50 <25 <100 <75 “<50 <25
M (50—120) 0.10—0.15 | 0.10—0.15 | 0.10—0.15 | 0.10—0.15 | 0.10—0.15 | 0.10—0.15 | 0.10—0.15
w 60 <10.0 <50 <25 <125 <10.0 <50 <25
Carbon Steel = W (50—100) 0.10—0.25 | 0.10—0.20 | 0.10—0.15 | 0.10—0.25 | 0.10—0.25 | 0.10—0.20 | 0.10—0.15
Alloy Steel TE0SS0LIB o M 60 <75 <5.0 <25 <10.0 <75 <5.0 <25
> (50—100) 0.10—0.15 | 0.10—0.15 | 0.10—0.15 | 0.10—0.15 | 0.10—0.15 | 0.10—0.15 | 0.10—0.15
Wl (40—80) 0 150106025 0 1§5'8 20 |0 152'3 150 150126525 0 1S0106025 0 155'8 200 152'3 15
Alloy Tool Steel <300HB 50 <75 “<50 <25 <100 3 “<50 <25
i (40—80) 0.10—0.15 | 0.10—0.15 | 0.10—0.15 | 0.10—0.15 | 0.10—0.15 | 0.10—0.15 | 0.10—0.15
M E e (354080) 0 058106015 0 0?5'8 5|0 052'(5) 10]0 038126515 0 05810.0015 0 0:5.8 15| 0 0?2'3 10
Stainless Steel =i LalS § 40 “<i5 | =0 | <25 | <100 | =75 | <50 | <25
> dlL (35—80) 0.08—0.15 | 0.08—0.15 | 0.05—0.10 | 0.08—0.15 | 0.08—0.15 | 0.08—0.15 | 0.05—0.10
3 <10.0 <50 <25 <125 <10.0 <50 <25
Tensile W (405—080) 0.15—0.25 | 0.10—0.25 | 0.10—0.20 | 0.15—0.25 | 0.15—0.25 | 0.10—0.25 | 0.10—0.20
Cast Iron ggseg‘,\%g; n I o <75 <50 <25 <100 <75 <50 <25
5 - o.1<01—00620 0.12;8.20 0.12;(;.20 o.1<ol—205;20 o.1<ol—00620 0.12;3.20 0.12;(;.20
Ductile Cast Iron STtensﬂ?h s WH (35—80) 0.15—0.25 | 0.10—0.25 | 0.10—0.20 | 0.15—0.25 | 0.15—0.25 | 0.10—0.25 | 0.10—0.20
eng 40 <75 <50 <25 <100 <75 <50 <25
<800MPa JM (35—80) 0.10—0.20 | 0.10—0.20 | 0.10—0.20 | 0.10—0.20 | 0.10—0.20 | 0.10—0.20 | 0.10—0.20
E WH 35 <50 <35 <2.0 <75 <5.0 <35 <20
i e (30—50) 0.05—0.10 | 0.05—0.10 | 0.05—0.10 | 0.05—0.10 | 0.05—0.10 | 0.05—0.10 | 0.05—0.10
Ti Alloy S350HB | 35 <50 <35 <20 <75 <50 <35 <20
> JM (30—50) 0.05—0.10 | 0.05—0.10 | 0.05—0.10 | 0.05—0.10 | 0.05—0.10 | 0.05—0.10 | 0.05—0.10

(Note 1) The above cutting conditons are determined based on high rigidity machine and workpiece, where no vibration occurred.
Please adjust the machining conditions if vibration is generated.
(Note 2) For slotting, please use high rigidity tools such as SPX4R05016WNES/BT50NES.
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