145120, 145320 (384 Flute Long, Roughing, Ball Nose) ————————— il

maTERAL | Sosl
FRaLE 60 80 10.0 120 16.0 200
Ve {rrumin) 00 00 3000 205 300 300
n 5000 8600 5000 5200 4200 4700
% 0.075 D.083 01 0112 D.113 .12
£ {mmiin) 2400 2400 2400 2320 2180 2140
e {mimin) 275 230 240 250 225 205,
n 6000 5200 4500 4400 3600 3500
% 0.023 0.04 0.4 0.041 0.03 0.033
£ {rmiirin £00 840 780 720 sa0 540
¥e {rmumin) 180 180 185 155 150 150
n 4200 3600 3300 2700 2400 2300
3845
% 0.034 0.04 0.032 0.020 0.033 0.037
£ (mmimin) 570 570 510 420 360 350
W, {m/min &5 o] i} i} i 60
n 1650 1400 1200 100 1000 850
45-55
% 0.038 0,035 0.033 0.03 0.033 0.033
£ [rmiirin 280 200 180 150 150 140
. {m/min) 45 40 40 47 41 40
n 1200 800 400 700 860 830
5565
% 004 0,035 D.034 0.038 0.033 0.023
£ {rmiirin 180 130 110 100 100 100
Ve (i) 00 200 3000 205 200 00
n 5000 BB00 5000 5200 4200 4700
% 0.078 0.022 o1 0112 D.113 0112
£ e 2400 2400 2400 2320 2180 2140
= HR4E > HRc4s
10xD :]:

W= - cutting speed (m/minj
n - BPM {rew/min)

fz - feed rate (mmitooth)

f - feed rate (mm/rev)

z - No. of testh

8y - axial depth of cut

a, - radial depth of cut

To caleulate RPM from cutting speed: n =

To caleulate cutting speed from REM: v_=

v, = 1000

mra

NeTre @

1000

All recommendations are based on ideal machining conditions. Adjustments may need io be made
acoording fo your set-up. The recommendations for speeds, feeds and other parameters presented
im this chart are nominal recommendations and should be considered only as good staring peints.




