ASF

Recommended Cutting Condition

Work

Dia.2 1/2" (4 Flute)

Dia.3" (4 Flute)

Dia.4" (5 Flute)

. Work piece Insert
m’:::ecr?al material material Parameter
B
Roughing Roughing Roughing
Machine Power Finishing Machine Power Finishing Machine Power Finishing
Week Strong Week Strong Week Strong
Mild steel RPM 902 902 | 1352 | 716 716 | 1073 | 572 572 859
Carbon steel SFM 590 590 885 590 590 885 590 590 885
(<200HB) | 185045 PM 2128 | 3548 | 638 | 1689 | 2817 | 507 | 1689 | 2817 | 507
80%SFM | FeedperTooth | 059 | 0984 | .0118 | 059 | 0984 | 0118 | .059 | .0984 | .0118
1018 Depthofcut | 059 | 0787 | 0118 | 059 | 0787 | 0118 | 059 | 0787 | 0118
Hot/Cold Rolled widthofcut | <2204 | <2.204 | <2.204 | <2204 | <2204 | <2.204 | <2.755 | <2.755 | <2.755
Carbon steel RPM 840 840 | 1203 | 667 667 955 534 534 764
Aloy steel SFM 550 550 787 550 550 787 550 550 787
l (<30HRC) | 86045 PM 1983 | 3308 | 568 | 1574 | 2626 | 4541 157.4 | 2626 | 451
80%SFM | FeedperTooth | 059 | 0984 | .0118 | 059 | 0984 | 0118 | .059 | .0984 | .0118
P-20 DepthofCut | 059 059 | 0118 | .059 059 | 0118 | .059 059 | 0118
widthofcut | <2204 | <2.204 | <2.204 | <2.204 | <2204 | <2.204 | <2.755 | <2.755 | <2.755
Carbon steel RPM 801 801 1,203 | 636 636 955 508 508 764
Alloy steel SFM 524 524 787 524 524 787 524 524 787
| eesenrer | IPM 189.0 | 2521 | 568 | 1500 | 2001 | 451 | 1500 | 2001 | 451
80%SFM | FeedperTooth | 059 | 0787 | .0118 | 059 | 0787 | 0118 | .059 | .0787 | .0118
P-20 High Hard DepthofCut | 059 059 | 0118 | .059 059 | 0118 | .059 059 | 0118
widthofcut | <2204 | <2.204 | <2.204 | <2.204 | <2204 | <2.204 | <2.755 | <2.755 | <2.755
Carbon steel RPM 501 501 752 398 398 597 318 318 477
Alloy steel SFM 328 328 492 328 328 492 328 328 492
| eessre | o IPM 629 | 1183 | 355 50.0 939 282 50.0 939 282
80%SFM | FeedperTooth | 0314 | 059 | .0118 | 0314 | 059 | 0118 | 0314 | .059 | .0118
4140 DepthofCut | 059 059 | 0118 | .059 059 | 0118 | .059 059 | 0118
widthofcut | <2204 | <2.204 | <2.204 | <2.204 | <2204 | <2.204 | <2.755 | <2.755 | <2.755
Carbon steel RPM 451 451 601 358 358 477 286 286 381
Aloy steel SFM 295 295 393 295 295 393 295 295 393
| essmRe | 0o IPM 213 35.3 18.7 16.9 281 14.9 16.9 28.1 14.9
80%SFM | FeedperTooth | 0118 | .0196 | .0078 | 0118 | 0196 | .0078 | .0118 | .0196 | .0078
D-2 DepthofCut | 059 059 | 0118 | .059 059 | 0118 | .059 059 | 0118
widthofcut | <2204 | <2.204 | <2.204 | <2.204 | <2204 | <2.204 | <2.755 | <2.755 | <2.755
Stainless steel RPM 451 451 601 358 358 477 286 286 381
SFM 295 295 393 295 295 393 295 295 393
Vi TB6045 PM 709 | 1064 | 283 56.2 84.4 225 56.2 84.4 225
GX30 | FeedperTooth | 0393 | 059 [ .0118 | 0393 | .059 | 0118 | 0393 | 059 | .0118
Depthofcut | 059 059 | 0118 | 059 059 | 0118 | .059 059 | 0118
widthofcut | <2204 | <2.204 | <2.204 | <2.204 | <2204 | <2.204 | <2.755 | <2.755 | <2.755
Castiron RPM 801 801 1,203 | 636 636 955 508 508 764
GG SFM 524 524 787 524 524 787 524 524 787
Vil cee TB6045 PM 2521 | 3779 | 568 | 2001 | 3000 | 451 | 2001 | 3000 | 451
GX30 | Feed perTooth | .0787 118 0118 | .0787 118 0118 | .0787 118 0118
Depthofcut | 0787 | 0787 | 0118 | 0787 | 0787 | .0118 | 0787 | 0787 | 0118
widthofcut | <2204 | <2.204 | <2.204 | <2.204 | <2204 | <2.204 | <2.755 | <2.755 | <2.755
Maximum (Feed per Tooth) <.1377 <.1377 <.1377
Maximum Depth of Cut <.118 <.118 <.118




ASF

Recommended Cutting Condition

Work

Dia.5" (6 Flute)

Dia.6" (8 Flute)

Dia. 8" (10 Flute)

piece e pi-ece Insel:t Parameter
material material material
Roughing Roughing Roughing
Machine Power Finishing Machine Power Finishing Machine Power Finishing
Week Strong Week Strong Week Strong
Mild steel RPM 458 458 687 417 417 625 333 333 500
Carbon steel SFM 590 590 885 687 687 1031 687 687 1031
(<200HB) | TBEOSS PM 1621 | 2704 | 486 | 1966 | 3280 | 590 | 1966 | 3280 | 59.0
so%sFM | FeedperTooth | 059 | 0984 | .0118 | 059 | .0984 | 0118 | 059 | 0984 | .0118
1018 Depthofcut | 059 | 0787 | .0118 | 059 | o787 | 0118 | 059 | 0787 | .0118
Hot/Cold Rolled Width of Cut <3.464 | <3.464 | <3.464 | <4.410 | <4.410 | <4.410 | <5.510 | <5.510 | <5.510
Carbon steel RPM 427 427 611 334 334 477 267 267 382
Aloy steel SFM 550 550 787 550 550 787 550 550 787
l (<30HRC) | TS503 PM 1511 | 2521 | 433 | 1574 | 2626 | 4541 157.4 | 2626 | 451
so%sFM | FeedperTooth | 059 | 0984 | .0118 | 059 | .0984 | 0118 | 059 | .0984 | .0118
P-20 DepthofCut | 059 059 | 0118 | .059 059 | 0118 | .059 059 | 0118
widthofcut | <3464 | <3.464 | <3464 | <4.410 | <4410 | <4410 | <6510 | <5510 | <5.510
Carbon steel RPM 407 407 611 318 318 477 254 254 382
Alloy steel SFM 524 524 787 524 524 787 524 524 787
m | eesomre | o IPM 1440 | 1921 | 433 | 1500 | 2001 | 451 | 1500 | 2001 | 451
so%sFM | FeedperTooth | 059 | 0787 | .0118 | 059 | .0787 | 0118 | 059 | 0787 | .0118
P-20 High Hard DepthofCut | 059 059 | 0118 | .059 059 | 0118 | .059 059 | 0118
widthofcut | <3464 | <3.464 | <3464 | <4410 | <4410 | <4410 | <6510 | <5510 | <5.510
Carbon steel RPM 255 255 382 199 199 298 159 159 239
Aloy steel SFM 328 328 492 328 328 492 328 328 492
| eessrer | 0 IPM 48.0 90.1 27.0 50 %4 28 50 94 28
go%sFM | FeedperTooth | 0314 | 059 [ .0118 | 0315 | .059 | 0118 | 0315 | 059 | .0118
4140 DepthofCut | 059 059 | 0118 | .059 059 | 0118 | .059 059 | 0118
widthofcut | <3464 | <3.464 | <3464 | <4410 | <4.410 | <4410 | <5510 | <5510 | <5.510
Carbon steel RPM 229 229 305 179 179 238 143 143 191
Aloy steel SFM 295 295 393 295 295 393 295 295 393
VA Bl il IPM 16.2 269 14.3 17 28 15 17 28 15
8o%sFM | FeedperTooth | 0118 | 0196 | .0078 | 0118 | .0196 | .0078 | .0118 | 0196 | .0078
D2 DepthofCut | 059 059 | 0118 | .059 059 | 0118 | .059 059 | .0118
widthofcut | <3464 | <3.464 | <3464 | <4410 | <4.410 | <4410 | <6510 | <5510 | <5.510
Stainless steel RPM 229 229 305 179 179 238 143 143 191
SFM 295 295 393 295 295 393 295 295 393
VI TB6045 PM 54.0 81.1 216 56 84 22 56 84 22
GX30 | FeedperTooth | 0393 | 059 [ .0118 | 0393 | .059 | 0118 | 0393 | .059 | .0118
Depthofcut | 059 059 | 0118 | 059 059 | 0118 | .059 059 | 0118
widthofcut | <3464 | <3.464 | <3464 | <4410 | <4410 | <4410 | <6510 | <5510 | <5.510
Castiron RPM 407 407 611 318 318 477 254 254 382
GG SFM 524 524 787 524 524 787 524 524 787
VIl cee TB6045 1PM 1921 | 2880 | 433 200 300 45 200 300 45
GX30 | Feed perTooth | .0787 118 0118 | .0787 118 0118 | .0787 118 0118
Deptnofcut | 0787 | 0787 | .0118 | 0787 | .0787 | 0118 | 0787 | 0787 | .0118
widthofcut | <3464 | <3.464 | <3464 | <4410 | <4.410 | <4410 | <6510 | <5510 | <5.510
Maximum (Feed per Tooth) <.1377 <.1377 <.1377
Maximum Depth of Cut <.118 <.118 <.118
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ASF

Recommended Cutting Condition
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