157120, 157320 (4 Fluts Long Length, Comer Radius) ——————

MATERIAL T SeE
EREE 30 40 50 &0 a0 100 120 160
W {mimin) ] 65 70 75 ] BO BO 35
n G520 5 4580 3350 3000 2520 2050 1740
2 0.008 0. 0.2 0014 Qo1g D023 o022 0.023
f (mnn/miin) 170 210 215 215 230 230 180 160
w: {mmin) 40 45 45 5 50 50 50 85
n 4230 10 2900 2520 1200 1640 1320 1070
& 0.008 o.an 0.6 0.0e 0024 D027 n.0z2g n.oz2e
f (mnn/min) 130 150 150 180 180 180 180 125
W {mmin) 25 25 o a0 an 30 30 s
n 2540 2150 1800 1840 1280 1010 E4D 670
45-55
fz 0.008 D.008 o1 0013 o7 D021 0.0zt o022
f (mnn/min) 65 70 35 35 85 BS 70 a0
v {m/min) 20 20 20 20 20 20 20 20
n 1870 1470 1260 1160 340 &7D £50 447
55-65
& 0.0« D.005 0.008 0o 0015 D013 0018 ooz
f (mnn/min) 0 35 40 50 &0 50 40 35
W {mémin) &0 85 70 75 75 BO BO 35
n G520 5360 4580 3950 3000 2520 2050 1740
& 0.008 0. 02 0014 Qo1g D023 n.ozz 0.023
f (mon/min} 170 210 215 215 230 230 180 160
HRc45-55 7 = HRc55
20xD f* 10xD
%
—j}77'| 0.02xD
v_« 1000
w: - cutting speed (m/min} To caloulate RPM from cutting speed: n=__°
n - RPM (revimin) T*@
fz - feed rate (mm'tooth)
f - feed rate (mm/rev)
z- Mo, of ieeth To calculate cutting speed from REM: v =_N*T" 2
8y - aial depth of cut 1000

a, - radial depth of cut

All recommendations are based on ideal machining condiions. Adjustments may need to be made
according to your set-up. The recommendations for speeds, feeds and other parameters presented
in this chart are nominal recommendations and should be considered only as goed starting points.



