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Carbon Steels, Alloy Steels Tool Steels Pre Harden Steels Hardened Steels Hardened Steels
1800 250HB 250 35HRC 350 45HRC 450 55HRC 550 65HRC
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R min-! mm/min min™! mm/min min™! mm/min min™! mm/min min™! mm/min
R10 35,0000 3,6800 31,8000 3,340 0 28,600 0 2,850 0 25500 0 2,140 0 22,300 O 1,400 O
R1.50 23,3000 3,840 0 21,200 0 3,500 0 19,100 OO 2,990 O 17,000 OO 2,240 O 14,900 O 1,480 U
R20 17,500 O 3,940 O 15,900 O 3,580 O 14,300 O] 3,060 O 12,700 O 2,290 O 11,100 O 1,500 O
R2.50 14,000 [0 4,200 O 12,700 0] 3,810 [0 11,500 0] 3,280 O 10,200 0] 2,450 O 8,900 [ 1,600 O
R30 11,700 OO 4,390 O 10,600 0] 3,980 O 9,500 O] 3,380 O 8,500 O] 2,550 0J 7,400 O 1,670 O
R40 8,800 ] 4,620 8,000 O] 4,200 O 7,200 O] 3,590 O 6,400 O] 2,690 O 5,600 O 1,760 O
R50 7,000 O] 4,620 0 6,400 O] 4,220 0 5700 0] 35700 5,100 O] 2,690 O 4,500 O 1,780 U
R60 5,800 O] 4,520 0 5,300 0] 4,130 O 48000 3,560 0 42000 2,620 0 3,700 O 1,730 O
R8O 44000 42200 40000 3,840 0 3,600 O] 3,280 O 3,200 OO 2,460 O 2,800 O 1,610 O
R10 3,500 3,780 3,200 3,460 2,900 2,980 2,500 2,160 2,200 1,430
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Note O Use a highly rigid and accurate machine as possible.
O These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine and work-piece conditions.
O If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.
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Carbon Steels, Alloy Steels Tool Steels Pre Harden Steels Hardened Steels Hardened Steels
1800 250HB 250 35HRC 350 45HRC 450 55HRC 550 65HRC
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R Under Neck Length min’! mm/min min-’! mm/min min’! mm/min min-! mm/min min’! mm/min

R20 300 14,300 [ 3,000 0] 12,7000 26700 11,1000 22100 9,500 [0 1,600 0 8,000 1,0100O
R20 400 12900 2,7100| 11,500 2,4200 10,0000 2,000 0 8,600 [] 11,4400 7,200 [ 910 O
R20 500 10,000 ] 1,800 0 8,900 [0 1,600 0 7,800 0 13300 6,700 [ 960 O 5,600 [ 600 O
R20 600 7,200 0 11,0800 6,400 [ 960 J 5,600 [ 800 O 4,800 [ 580 0 4,000 [ 360 O
R2.50 400 11,500 ] 3,110 0| 10,200 0 2,750 0 8,900 [0 2,280 0 7,600 [0 11,6400 6,400 [0 1,040 0O
R2.50 600 9,200 [0 2,2100 8,100 [ 1,940 0 7,100 0 1,6200 6,100 [0 1,2700 5,100 730 0
R30 500 9,500 [0 3,4200 8,500 [0 3,060 00 74000 25300 6,400 [0 1,8400 53000 1,140 0
R30 600 8,600 [ 3,100 0 7,600 0 2,740 0 6,700 0 2,290 0 57000 16400 4,800 [0 11,0400
R30 700 7,600 0 25100 6,800 0 2,240 0O 59000 18500 51000 1,3500 4,200 [ 830 O
R30 800 6,700 [0 2,0100 59000 11,7700 52000 14800 45000 1,1500 3,700 [J 670 O
R40 600 7,200 [0 3,460 O 6,400 0 3,070 O 5600 0 2,550 0 4800 1,8400 4,000 1,1500
R40 700 6,800 [0 3,260 O 6,000 0 2,880 0O 53000 24200 4500 1,7300 3,800 0 1,090 O
R40 800 6,400 [ 2,690 0O 57000 2,390 0O 5,000 0 2,000 0O 43000 14400 3,600 [ 910 O
R50 600 6,300 [0 3,780 0 5,600 [0 3,360 0 490000 2,7900 4,200 [0 2,0200 3,500 0 11,2600
R5 75 5,700 3,420 5,100 3,060 4,500 2,570 3,800 1,820 3,200 1,150
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Note O Use a highly rigid and accurate machine as possible.
O These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine and work-piece conditions.
O If the rpm available is lower than that recommended please reduce the feed rate to the same ratio.



