Cutting Conditions 171323, 172323, 173323, 174323 (5 Flute VX5)

MATERIAL GROUP Type Dsmeter i)
of cut 6.0 | 8.0 | 10.0 | 120 | 16.0 | 200 | 25.0
S e (émin) 144 (1154173
steels, n 7630 | 5730 | 4584 | 380 | 2965 | a2 | 18m
ﬂem iy i, 0034 | 0038 | 0050 | 0063 | o076 | ooss | oi01
=i fimmimn) | 1200 | 1080 | 1146 | 1203 | 1e0 | 1020 | o026
e (mimin) 101 (81-121)
Piain carbon n 5356 | 4010 | 3215 | 2672 | 2008 | 107 | 128
ﬁss'mei; N £ 0034 | oo | ooso | ooes | oove | oo | oo
f(mmimin) | 211 764 804 544 764 715 740
. (mimin) 50 (48-72)
Aoy steels n 3183 | 2387 | o0 | i5e2 | 114 | &5 764
Tomperedsects | W f 0024 | 007 | 0035 | 0044 | 0054 | 002 | oO71
fmmimin) | 382 a2 e 250 a2 205 71
. (mimin) 117 (34-140)
. ;r:;hm . n g207 | 4855 | 3t | 3104 | 238 | 1ms2 | 1400
ckiniess stecls . 0004 | 0025 | 0020 | 0046 | 0054 | 008l | oo
fmmimin) | 745 562 550 714 §28 568 520
e (mimin) 82 (66-98)
M | = | Ao n 4350 | 83 | 2610 | 2175 | 1831 | 1305 | 1044
stainless stesls | By f, 0030 | 0032 003 | 0063 | o0Ee | QuoTe 0085
f(mmimin) | 653 522 406 835 563 408 450
Ferc. ve (mimin) 58 (47-71)
Fermiic & n 3130 | 28 | 1878 | 1585 | 1174 | @3 751
| [roved N f 0030 | o032 | oo3e | o063 | ooee | oove | ooes
e f(mmimin) | 470 78 254 403 405 57 331
. (mimin) 106 (85-127)
S n 5623 | 4218 | 3374 | 2812 | 200 | 1ee7 | 13m0
. 0043 | 0048 | 0063 | oO7e | 0096 | 0111 | 0126
flmmimn) | 1200 | 1012 | 1088 | 1111 | 101z | o3 350
e (mimin) 59 (55-83)
Thanium, n 61 | 2745 | 216 | 183 | 1373 | 10e8 | amo
Titanium alloys y £ 0.027 0.029 0034 0.057 0.0a2 u0aa 0.07g
f(mmimin) | 404 308 373 522 426 70 347
ve (mimin) 31 (25.37)
— n 1845 | 1223 | oa7 822 BT 40 306
Mickel alloys by ; 0021 | 002 | omr | o4 | omde | oose | ooez
fmmimin) | 173 136 133 181 148 131 122
SIDE CUTTING
15x D:l:
0.3 x D (0.1 x D - NICKEL)

Recommended cutting depths are maximum depths, and speeds and feeds are a
starting point based on these depths.
All recommendations are based on ideal machining condiions. Adjustments may

need to be made according to your set-up.

Finishimg cuts typically require reduced feed rates andfor higher spindle spaed,

with a= of 2% x [; please adjust parameters accordingly.

V. - cuttimg speed (m/min)
n - RPM (revimimn}

f; - feed per tooth (mm)

f - feed rate (mm'min)

a3 - acdal depth of cut

8= - radial depth of cut




