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Carbon Steel, Alloy Steel (30~45HRC) Austenitic stainless steels Hardened steels

S50C,SCM, §B5#iFC250% Aiﬁlé%%e&%gg’?\"f&e%s SUS304, SUS316% SKD61,5KD11,NAK, STAVAX
.. S| 1049,Cast iron Prehardened steels, AlS] H13 SAISI H13
PRl - B (~30HRC) aaM . TR - /BiEm FAEZIEH (45~50HRC)
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Cutting Speed _ . _ . " . _ . _ .
LR 80~150m/min 50~100m/min 50~70m/min 30~60m/min 20~40m/min
. Feed Rate (mm/min Feed Rate (mm/min Feed Rate (mm/min) Feed Rate (mm/min) Feed Rate (mm/min)
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8 6000 | 1000 | 330 | 4000 | 520 410 | 2800 | 350 280 | 1600 | 260 150 | 1200 65 50
10 4800 | 1000 | 330 | 3200 | 450 360 | 2200 | 300 240 | 1300 | 230 130 | 1000 65 50
12 4000 | 1000 | 330 | 2700 | 410 320 | 1900 | 270 210 | 1100 | 210 120 800 65 50
16 3000 | 1000 | 330 | 2000 | 240 190 | 1400 | 210 160 840 160 100 600 60 45
20 2400 | 1000 | 330 | 1600 | 200 160 | 1100 | 170 130 680 140 80 480 50 40
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(30~45HRC)
Work Alloy Steels, Tool Steels

;‘;ﬁ;f%a' AISI 1049, Castiron Prei’ifﬂi?iﬁl’l:‘ﬁgiw AISI 304, AiSi 316 AiSi H13
o= . a2 (~ : 352 BEIRIE (45~
%30 - 528 (~30HRC) PLA SES i EEIPE (45~50HRC)

Austenitic stainless steels Hardened steels
SUS304, SUS316% SKD61, SKD11, NAK, STAVAXFH

Cutting Speed

tIHEE 20~40m/min
Dia_meter i Feed Ii}agt;a%ng/min)
8 4000 780 620 2800 520 410 1600 390 230 2000 160 125
10 3200 680 540 2200 450 360 1300 340 200 1600 140 110
12 2700 620 490 1900 410 320 1100 310 180 1300 120 95
16 2000 360 280 1400 310 240 840 240 140 1000 100 80
20 1600 300 240 1100 250 200 680 210 120 800 90 70
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A Caution A TESHE
1.In cutting Austenitic stainless steels, the use of non-water-soluble cutting fluid 1. tDER BTSSRI RERAR TS ST - BERIENAMELIE)
is especially effective. . o o SR SR ERLT o
2.1f the rigidity of the machine or the work material installation is very low, or ! - _
chattering is generated, please reduce the revolution and the feed rate 2 MM BN LIERYAIFRINEARE  BIREENS » SALMERELHIZ
oo L RBHEDBHRDEAEE -

3.When drilling, please set the feed rate at 1/3 or below of the above value.
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