Cutting Conditions 171329, 176323, 177323, 178323, 179323 (4 Flute VX)

SIDE CUTTING

MATERIAL GROUP s Drameter imm)
of cut 30 | 40 | 5.0 | 6.0 | 8.0 10.0 | 120 | 18.0 | 20.0
¥ (mdmin) 152 [122-182) 168 (135-201)
n 16128 | 12006 | o677 | o084 | eods | 5348 | 4456 | 3342 | 2674
e w 3 0.005 | ooos | oon |oowe | oozr | o038 | o047 | 0083 | ooes
steels, fmmimin) | 323 | 337 | 513 | 516 | 653 | =iz | 838 | 7me | ees
structural steels,
P v, (mimin) 152 (122-182) 168 (135-201)
steels n 16128 | 12006 | o677 | o064 | 6o4s | 5348 | 4456 | 3342 | 2674
‘ & 0.005 | 0008 | oon |oome | ooer | o038 | o047 | 0053 | 0065
fimmimin) | 323 | 397 | =13 | s18 | es3 | =iz | 838 | voe | ess
ve (mimin} 107 [B6-128) 147 (34-140)
n 11353 | 8515 | 8812z | 5677 | 4257 | sr2¢ | 314 | z3ze | tmez
Ny & 0.005 | 0oos | oon |ooe | oozr | 0038 | 0047 | 0053 | 0085
%8| Plain carbon fimmmin) | 227 | 272 | 300 | 363 | 460 | 566 | 583 | 43z | 4s4
;ﬁ;eels v, (mfmin) 107 (B6-128) 117 (34-140)
n o03s3 | 8515 | eat2 | se77 | 4257 | av2e | 3104 | 2308 | tme2
. 3 0.005 | ooos | oot |ooie | ooz7 | oo3s | ood7 | 003 | ooes
fmmmin) | 227 | 272 | 200 | 363 | 460 | ses | sas | em3 | aas
ve (mémin) 4 [52-T6) 70 (35-84)
n B791 | 5083 | 4074 | 3395 | 2548 | 2228 | 1857 | 1363 | 1114
Loy £ 0.003 | ooos | cooe | oo | ooie | oo27 | oo3z | 0037 | ooss
Hlloy steels fimmimin) | 81 122 | 130 | 140 | 104 | 241 | 238 | 28 | 2m
| Hardened &
Tempered steels v [mimin) B4 (52-76) 0 {56-84)
n 8791 | 5003 | 4074 | 3395 | 2548 | 2228 | 1857 | 1383 | 1114
‘ : 3 0.003 | 0oos | coos | oon | ooie | oo2r | oo3z | 0037 | 0o4s
fimmimin) | 81 122 | 130 | 140 | 194 | 241 | 238 | 208 | 2m
v (mimin) 112 (90-134) 123 {99-147)
n 11884 | 8o13 | 7130 | 5042 | 4458 | 3015 | azes | 2447 | iose
N , 0.006 | 0010 | 0.014 | 0020 | o034 | 00¢e | owosas | ooes | o.os
fimmmin) | 285 | 357 | 3e0 | 475 | 606 | 7m2 | vov | 638 | 634
Grey cast irons
¥ (mdmin) 112 (30-134) 123 (99-147)
n 11884 | 8013 | 7130 | 5p4z | 4458 | 3015 | 3263 | 2447 | 1mse
. f 0.006 | 0010 | c.ot4 |oo2o | ooss | oo4e | ooss | ooes | ooer
fommimin) | 285 | 357 | 200 | 475 | eos | 7Ez | 757 | sas | eae
SLOTTING
15xD B
10x DI % %
05xD LTI

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 conditions. Adjustments may

need to be made according to your set-up.

For short tocls (176323) and long necked tools (177323, 1713293) smaller than
& 0mm use maximum 0.8xD for slotting and 1.2xD for side cutting axial depth. For
sizes above 8.0mm use data shown in the charts.

v - cutting speed (mfmin}
n - RPM (revwimin)
f: - feed per tooth (mm)
f - feed rate (mm/min)
ap - axial depth of cut
a, - radial depth of cut




MATERIAL GROUP Iype= Damesr imm)
of cut 20 | 40 | | | 6.0 | B.0 | 10.0 | 12.0 | 16.0 | 200
e (mimin) 161 {123-193)
n 17083 | 12812 | 10250 | 8541 | 6e06 | 5125 | 4270 | 3208 | zsez
J‘ £, 0004 | 0.006 | D.00F | 0013 | 0.022 | 0.034 | 0.040 | 0.045 | 0.055
. Eining fimmimin) [ 273 | 307 | 368 | 444 | 584 | o7 | 883 | 577 | 564
stainless steels v {mimin] 161 {123-133)
n 17083 | 12812 | 10250 | 8541 | 6408 | 5125 | 4270 | 3203 | 2se2
' i 0004 | 0.006 | 0.00F | 0012 | 0.022 | 0.034 | 0.040 | 0.045 | 0.055
fimmimin) [ 273 | 307 | 360 | 444 | 584 | o7 | 883 | s77 | 564
ve {m/min} 113 (92-138)
n 12202 | 2151 | 7321 | 6104 | 4578 | 3661 | 3050 | 2288 | 1B30
; : 0005 | 0.008 | 0.3 | 0018 | 0.028 | 0.048 | 0.056 | 0.063 | 0.07F
M | = | Ao fmmimin) | 244 | 203 | 381 | 43¢ | sz | 703 | ea3 | s77 | o6
stainless steels v (mimin} 113 [92-138)
rar. n 12202 | o151 | 7321 | 6104 | 4578 | 3eet | 3050 | 2288 | 1830
f, 0005 | 0.008 | 03 | 0018 | 0.028 | 0.048 | 0.056 | 0063 | 0.07F
fimmimin) | 244 | 203 | 381 | 439 | 512 | 703 | 883 | 577 | 564
v (m/min} 104 (84-124)
n 11035 | 8276 | 6821 | 5517 | 4138 | 3310 | 2750 | 2080 | 1655
. ; : 0005 | 0.008 | 0013 | Q018 | 0.028 | 0.048 | 0.055 | D062 | 0077
. imi; fimmimin) | 221 | 285 | 344 | 2e7 | s82 | 836 | 807 | 513 | 510
Martensic we {m/min} 104 (84-124)
stainless steels n 1025 | s276 | e821 | 5517 | 4138 | 3310 | 2750 | 2080 | 1855
. £, 0005 | 0.008 | 0.3 | 0016 | 0.028 | 0.048 | 0.055 | o062 | 0.07F
fimmimin) [ 221 | 285 | 344 | 3ey | 483 | 836 | 807 | 513 | 510
w. (mfmin} 81 (65-97)
; n 8504 | ©446 | 5157 | 4207 | 3223 | 2578 | 2148 | 1611 | 1280
3 0004 | 0007 | ooM |om6 | 0025 | 0043 | 0050 | 0.056 | D.06R
Titanium, fimmmin) | 138 | 180 | 227 | 275 | 322 | 445 | 430 | 381 | 358
Titanium alloys v mimin} 81 (65.97)
r;r n 8504 | 6446 | 5157 | 4207 | 3223 | 2578 | 2149 | 1611 | 12s0
: 0004 | 0.007 | 001 |06 | 0025 | 0.043 | 0.050 | 0.056 | D.o6e
fmmimin) | 138 | 180 | 227 | 275 | 3zz | 445 | 430 | s | 358
we {m/min} 3 [2537)
n 3289 | 2467 | 1974 | 1645 | 1233 | oe7 | a2 | 817 | 403
; 3 0005 | 0007 | om2 | oms | 0031 | 0047 | 0055 | 0064 | Do7F
Nickel, fimmimin) | 88 &0 85 | ma | w53 | 188 | 181 | 158 | 152
Mickel alloys v, (mfmin} # (23-37)
n 3290 | 2467 | 1974 | 1645 | 1233 | oe7 | az2 | 817 | 4;3
' : : 0005 | 0.007 | 0012 | oot | 0031 | 0047 | 0055 | 0084 | DO7F
fmmimin) | 88 &8 85 | ma | w52 | 188 | 181 | 158 | 152
SIDE CUTTING SLOTTING
D
: ﬁ ; 3 ?}:‘:: :1?,.,51 : 0.5xD - STAINLESS ;-g *D-STANLESS T 7 7
1.0 % D - NICKEL 0.35 x D - TITANIUM -5 D - TITANIUM 7 7
0.95 x D - NICKEL 0.5x D - NICKEL A R e




