
For Multiple Materials
MINIATURE BALL TYPE - 2 flutes
WC=88  Co=12  HRA = 92.4  Rupture=3950N/mm²  Grain Size=0.5µm
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Super high lubrication & Super low friction coefficient

Work
Material

Depth of cut
(R)

Cutting
Speed

R
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SUMIB, SUBT 2 Flutes, SULBT  # Standard Cutting Conditions

120~150m/min150m/min 80~100m/min 150~m/min 100~150m/min

Alloy Steels
Prehardened Steels

SCM SKD SUS HPM NAK Carbon Steels  S50C
Hardened Steels
SKD61(~50HRC) Aluminum Copper
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1.When slotting, reduce the feed by 60% from above values.
2.Length of overhang is 4 times dia. as standard. When it is longer then 4 

times dia., fllow figures of above table.
3.Use Oil-mist coolant or Air blow.
4.Adjust both spindle speed and feed according to milling conditions and 

machine rigidity.

0.1xR(~45HRC)
~0.08XR(~50HRC)

(R0.1~0.5=0.2XR)
0.3XR

~0.16XR  R≦0.3 (~45HRC)
~0.25XR  R≦3    (~45HRC)
~0.17XR  R≧4    (~45HRC)
~0.05XR              (~50HRC)



For Multiple Materials
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SUMIB, SUBT 2 Flutes, SULBT  # High-Speed Milling Conditions

200m/min250m/min 180m/min 100m/min

Alloy Steels
SCM, SKD, SUS

Carbon Steels
S50C

Prehardened Steels
HPM, NAK 

Hardened Steels
SKD61(~50HRC)

~ 40,000

~ 40,000

~ 40,000

~ 40,000
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~ 40,000
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Feed Rate (mm/min)Speed (min-1)
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1.When slotting, reduce the feed by 60% from above values.  
2.Length of overhang is 4 times dia. as standard. When it is longer then 4 times dia., 

fllow figures of above table.
3. Recommend Oil-mist coolant or Air blow.  
4.If 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 proportionately.  
5.Use a rigid machine and holder.  

0.1xR(~45HRC)
~0.08XR(~50HRC)

(R0.2~R0.5=0.1XR)
0.2XR

0.1XR


