Cutting Conditions 170329, (4 Flute VX Ball Nose)

T Diameter (mm)
MATERIAL GROUP Df"":'e
cut a0 | 40 | 50 | 8.0 | a0 | m.n| 1:m| 18.0 | 00 | 251
R Ve (i) 162 (130-194)
steaks, n 17183 | 12822 | 10313 | 8504 | 5446 | 5157 | 4207 | 3223 | 2578 | 2083
structural steels, .
case carburizing £ 0035 | 0027 | 0.030 | 0.040 | QOG0 | 0.085 | 0.070 | 0.075 | 0.080 | 0.0
< fimmimin) | 1719 | 1302 | 1238 | 1375 | 1547 | 1341 | 1203 | 067 | @@ | 817
i (i) 113 {90-136)
Plain carbon n 11200 | 80892 | 7184 | 5005 | 4406 | 3507 | 2067 | 2248 | 1708 | 1432
alloy siesls . £ QU025 | 0.027 | 0.030 | 0.040 | QOG0 | 0.085 | 0.070 | 0.074 | 0.020 | O.092
fimmiminy | 1180 | 221 | 883 | 950 | 1070 | 035 | B39 | 685 | &47 | s70
w, (i &3 (5482
Aoy steels n 7215 | 5411 | 4320 | 3508 | 2706 | 2165 | 1804 | 1353 | 10E2 | s66
Hardened & .
Tempered steels £ 0017 | 0019 | 0.021 | 0023 | Q042 | 0.045 | 0.040 | 0.052 | 0.063 | 0.070
fimmimin) | 481 | 411 | 354 | 404 | 455 | 380 | 354 | 281 | 273 | 242
v, (mimin} 85 (58-102)
Free n G010 | 6784 | 5411 | 4500 | 2382 | 2706 | 2255 | 1801 | 1353 | 1082
s | mﬂlﬂll‘ﬂ .
stainless steals £ 00 | 0020 | 0025 | 0041 | 045 | 0.050 | 0.055 | 0.060 | 0.085 | 0.068
fimmimin) | 722 | 541 | 541 | 740 | 600 | 541 | 406 | 408 | 352 | 204
v (mimin) 77 (62492)
M | Austeniti . n B170 | 6127 | 4007 | 4085 | 3064 | 2451 | 2042 | 1532 | 1225 | @80
stanless steels % 0015 | 0.015 | 0.025 | 0.030 | 0040 | 0.045 | 0.050 | 0.054 | 0.058 | 0.052
fimmimin) | 400 | 385 | 480 | 400 | 400 | 441 | 409 | 332 | 282 | 2N
Ferritic, v {mrmin 7 (R2-83)
Fermitic & n BI70 | 6127 | 4002 | 4085 | 2084 | 2451 | 242 | 1532 | 1225 | @a0
23 | Austenitic, .
Martensitic £ 000 | 0.020 | 0.025 | 0041 | 045 | 0.050 | 0.055 | 0.060 | 0.065 | 0.068
e fimmmin) | 654 | 480 | 480 | 670 | 551 | 480 | 449 | 383 | 319 | 27
i (i} 119 {35-143)
) n 12625 | ©470 | 7576 | €313 | 4735 | 3788 | 57 | 2367 | 1804 | 1515
Gresy cast ions. .
£ 003 | 0033 | 0037 | 0050 | Q074 | 0081 | 0.087 | 0.083 | 0112 | D124
f(mmimin) | 1566 | 1250 | 1121 | 1283 | 1402 | 1227 | 1008 | B81 | 843 | Ta2
i (i} A7 (38-56)
T n 4097 | 3740 | 2067 | 2483 | 1370 | 1406 | 1247 | 235 | 743 | 593
Titanium alloys . £ 0013 | 0018 | 0.022 | 0037 | 0040 | 0.045 | 0.040 | 0.054 | 0.058 | D.064

fimmimin) (| 350 | 260 | 283 360 | 282 | 240 | M4 | 22 174 148

v [mémin} H (17-25)
Micked n 2228 | 16871 | 1337 | 1194 | B35 | G668 | 557 | 418 | I | W7
Micke! alloys . & 0084 | 0014 | 00M7 | 0.028 | 0031 | 0.035 | 0.036 | 0.042 | 0.045 | .46
f (mmimin) [ 125 24 1 125 14 o4 a5 70 60 5
10xD d
0.3 x D - TITANIUM _|
0.3 x D - MICKEL
v
D5xD
(0.2 x D - MICKEL)
Recommended cutting depths are maximum depths, and speeds and feeds are a W - cutting speed (m/minj
starting point based on these depths. n - RPM (revimin}
All recommendations are based on ideal machining condiions. Adjustments may f. - feed per tooth (mm)
need to be made according to your set-up. f - feed rate (mm'min)

& - axial depth of cut
&e - radial depth of cut



