Technical Report
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28 Carbide ALD coating (ZEIAIERE (MEEEK) (D L\ T FEREHDI0%pZH#E LES
TR E7E 7% 3 e EEIEEL] ) ATULRA TILE=J L
JroRK MATERIAL MILD STEELS CARBON STEELS ALLOY STEELS HARDENED STEELS CAST IRON STAINLESS ALUM|NUM
DUTE)T] IﬁN(Ii]ESPErEE-D 75 m/min 55 m/min 50 m/min 25 m/min 80 m/min 30 m/min 150 m/min
T |Ninky = U= = UE R = Ve = UE = UE = UE = UE
SHANK DIA. | SPEED FEED FEED FEED SPPED FEED SPPED FEED SPPED FEED SPEED FEED
mm min-1 [ mm/rev_ [ min-1 [ mm/rev_ | min-1 | mm/rev_ | min-1 | mm/rev_ | min-1 | mm/rev_ | min-1 | mm/rev_ | min-1 | mm/rev
2 12000| 0.03-0. 06 8800 0.03-0.06 8000 0.03-0.06 4000 0.02-0.04] 13000 0.04-0.08 4800 0.03-0.06] 24000 0.08-0.15
3 8000 0.04-0.08 5800 0.04-0.08 5300 0.04-0.08 2700 0.03-0.06 8500 0.05-0.10 3200 0.04-0.08]| 16000 0.10-0.20
4 6000 0.05-0.10| 4400| 0.05-0.10| 4000| 0.05-0.10] 2000 0.04-0.08 6400 0.16-0.12 2400| 0.05-0.10( 12000| 0.12-0.25
6 4000 0.06-0.12 2900 0.06-0.12 2700 0.06-0.12 1300] 0.05-0.10 4200 0.08-0.15 1600| 0.06-0.12 8000 0.15-0.30
8 3000 0.08-0.15 2200 0.08-0.15 2000 0.08-0.15 990| 0.06-0.12 3200 0.10-0.18 1200] 0.08-0.15 6000| 0.18-0.35
10 2400| 0.10-0.18 1800 0.10-0.18 1600 0.10-0.18 800| 0.08-0.15 2500] 0.12-0.20 950 0.10-0.18 4800] 0.20-0.40
12 2000 0.12-0.20 15001 0.12-0.20 1300] 0.12-0.20 660| 0.10-0.18 2100 0.15-0.25 800( 0.12-0.20 4000 0.25-0.45
16 1500] 0.15-0. 25 1100] 0.15-0. 25 990| 0.15-0.25 500 0.12-0.20 1600] 0.20-0.35 600| 0.15-0.25 3000 0.30-0.50
#/NEEBRE Micro diameter Carbide ALD coating IZEIMIEE (EEEE) (=D LT FER& D 30%up EHSE LTS
HWHEIH BT 7% 3 &= R EE) ATULRA TILE=) L
JVORK MATERIAL MILD STEELS CARBON STEELS ALLOY STEELS HARDENED STEELS CAST IRON STAINLESS ALUMINUM
CUTE)T] |§Né];§sp% 75 m/min 55 m/min 50 m/min 25 m/min 80 m/min 30 m/min 150 m/min
e [Hny =VUs = U= = U= = U= = U= = U= = U=
SHANK DIA. | SPEED FEED SPPED FEED SPPED FEED SPPED FEED SPPED FEED SPPED FEED SPEED FEED
mm min-1 um/rev min-1 um/rev min-1 um/rev min-1 um/rev min-1 um/rev min-1 um/rev min-1 um/rev
0.12 200000 0.5-2 150000 0.5-2 130000 0.5-2 66000 0.5-2 80000 0.5-2 400000 1-3
0.2 120000 1-3 88000 1-3 80000 1-3 40000 1-3 48000 1-3 240000 2-8
0.3 80000 2-6 58000 2-6 53000 2-6 27000 2-6 32000 2-6 160000 5-10
0.4 60000 3-8 44000 3-8 40000 3-8 20000 3-8 64000 5-10 24000 3-8 120000 7-15
0.6 40000 5-10 29000 5-10 27000 5-10 13000 4-8 42000 8-16 16000 5-10 80000 10-20
0.9 27000 8-16 19000 8-16 18000 8-16 8800 5-10 28000 10-20 11000 8-16 53000 12-25
1.2 20000 10-20 15000 10-20 13000 10-20 6600 8-16 21000 12-25 8000 10-20 40000 15-30
/NA R HSS TiON coating (F¥)EIEEEERE) (S DN TREREMDI0%up £HEE LET
eI 5% 5 2% 0 T&m SHE EE 330 X7 oLX FILS=T L
JroRK_ MATERIAL MILD STEELS CARBON STEELS ALLOY STEELS HARDENED STEELS CAST IRON STAINLESS ALUMINUM
CUTE)T] IﬁN(Ii]ESPI{EEhD 38 m/min 28 m/min 25 m/min 12 m/min 30 m/min 15 m/min 80 m/min
TAE  |Ninky = U= = UE B = UE = UE = UE = UE = UE
DRILL DIA. | SPEED FEED FEED FEED SPPED FEED SPPED FEED SPPED FEED SPEED FEED
mm min-1 [ mm/rev_ [ min-1 [ mm/rev_ | min-1 | mm/rev_ | min-1 | mm/rev_ | min-1 | mm/rev_ | min-1 | mm/rev_ | min-1 | mm/rev
2 6000| 0.03-0.06 4500 0.03-0.06 4000 0.03-0.06 1900] 0.02-0. 04 4800( 0.04-0.08 2400 0.03-0.06] 13000 0.08-0.15
3 4000 0.04-0.08 3000 0.04-0.08 2700 0.04-0.08 1300] 0.03-0. 06 3200 0.05-0.10 1600] 0.04-0.08 8500 0.10-0.20
4 3000] 0.05-0.10f 2200| 0.05-0.10| 2000 0.05-0.10 950( 0.04-0.08 2400| 0.16-0.12 1200| 0.05-0.10 6400 0.12-0.25
6 2000 0.06-0.12 1500] 0.06-0.12 1300] 0.06-0.12 640| 0.05-0.10 1600| 0.08-0.15 800( 0.06-0.12 4200 0.15-0.30
8 1500] 0.08-0.15 1100] 0.08-0.15 990| 0.08-0.15 480( 0.06-0.12 1200] 0.10-0.18 600| 0.08-0.15 3200 0.18-0.35
10 1200 0.10-0.18 890| 0.10-0.18 800| 0.10-0.18 380| 0.08-0.15 950 0.12-0.20 480| 0.10-0.18 2500 0.20-0.40
12 1000] 0.12-0.20 740| 0.12-0.20 660| 0.12-0.20 320( 0.10-0.18 800( 0.15-0.25 400( 0.12-0.20 2100 0.25-0.45
16 760| 0.15-0.25 560( 0.15-0.25 500( 0.15-0.25 240( 0.12-0.20 600| 0.20-0.35 300( 0.15-0.25 1600] 0.30-0.50
20 600 0.20-0.35 450] 0.20-0.35 400| 0.20-0.35 190 0.15-0.25 480 0.25-0.40 240] 0.20-0.35 1300| 0.35-0. 60
25 480( 0.25-0.40 360( 0.25-0.40 320( 0.25-0.40 150 0.20-0.35 380( 0.30-0.50 190| 0.25-0.40 1000] 0.40-0.70
B/INEINA R Micro diameter HSS TiCN coating (3441 EESEED)(C DT FEEHDI0%up FHE LET
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JroRK MATERIAL MILD STEELS CARBON STEELS ALLOY STEELS HARDENED STEELS CAST IRON STAINLESS ALUMINUM
CUTE)T] lﬁNé]ESPE% 38 m/min 28 m/min 25 m/min 12 m/min 30 m/min 15 m/min 80 m/min
T |Hinky = U= = UE ZEVE W& =VUs = UE = UE = UE
DRILL DIA. | SPEED FEED SPPED FEED SPPED FEED SPPED FEED SPPED FEED SPPED FEED SPEED FEED
mm min-1 [ um/rev_ [ min-1 [ um/rev_| min-1 | um/rev | min-1 | um/rev_| min-1 | um/rev | min-1 | um/rev_| min-1 | um/rev
0.9 13000 8-16 9900 8-16 8800 8-16 4200 5-10 11000 10-20 5300 8-16 28000 12-25
1.2 10000 10-20 7400 10-20 6600 10-20 3200 8-16 8000 12-25 4000 10-20 21000 15-30
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In case you select a tool, please choose it a small size as much as possible to chamfering diameter.
— In addition to a tool unit price become cheap, cutting resistance, roughness of surface, and state of burr becomes better.
[The notes on setting cutting condition]
1.The above is a standard to the last.Please change according to a situation.
2.In the following case, please lower sending conditions. — Processing to a slope, the rigidity of work, chucking, and machine is bad.
3.When the processing chamfering diameter is sharply smaller then the tool maximum chamfering diameter,
please change body diameter into processing chamfering diameter at the time of calculating number of rotation.
4.When the above number of rotation exceed the maximum number of a processing machine, please change into maximum number of rotation.
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