SLOTTING

Feed Rate Inch per Tooth - IPT

Material Hardness %légltﬂg Cvtlltctilt?\g SFM d1 End Mill Diameter
@) @ 18 | 1/a 5116 | 3/8 | 12 | /8 | a4
up to 28 HRc 1xD 1xd 890 |.0005|.0010|.0013|.0019|.0025 |.0031 |.0038
28 - 38 HRc 1xD 1xd 750 |.0005|.0010|.0013|.0019|.0025 |.0031 |.0038
28 - 44 HRc 1xD 1xd 590 |.0004 |.0009 |.0011|.0017|.0023 |.0028 |.0034
Stainless steel - easy to machine / sulphured up to 20 HRc 1xD 1xd 390 |[.0004|.0009 |.0011|.0017|.0023|.0028 |.0034
Stainless steel - moderately difficult to machine 20 - 30 HRc 1xD 1xd 260 |.0004 |.0008 |.0010 |.0015|.0020 |.0025 |.0030
up to 44 HRc 1xD 1xd 200 |.0004 |.0008 |.0010 |.0015|.0020 |.0025 |.0030
over240HB 30| 1xD 1xd 490 |[.0005 |.0010|.0013|.0019|.0025 |.0031|.0038
up to 7% Si 1xD 1xd 1640 |.0007 |.0014|.0017 |.0024 |.0033 |.0041 |.0049
over 7% Si 1xD 1xd 1120 |.0006|.0011|.0014 |.0021 |.0028 |.0034 |.0041
HIGH-VOLUME ROUGHING
Material Hardness %Lété'tﬂg Cvl\fitctiit?\g SFM FeeddF:atEilinmlrgira:Z:; i
@) @) 18 | 1/4 | 5116 | 3/8 | 1/2 | 5/8 | a/4
upto28HRc | 1.5xD | 0.40xD | 1150 (.0007|.0013|.0016 |.0024 |.0031 |.0039 |.0047
28-38HRc | 1.5xD | 0.40xD 950 |.0007 |.0013|.0016 |.0024 |.0031 |.0039 |.0047
28-44HRc | 1.5xD | 0.33xD 850 |.0006 |.0011 |.0014 |.0022 |.0029 | .0037 |.0044
Stainless steel - easy to machine / sulphured upto20HRc | 1.5xD | 0.33xD 525 [.0006|.0011|.0014|.0022 |.0029 |.0037 |.0044
Stainless steel - moderately difficult to machine 20-30HRc | 1.5xD | 0.25xD 390 |.0006 |.0012|.0015 |.0023|.0030 |.0038 |.0045
upto44HRc | 1.5xD | 0.33xD 360 |.0005|.0010|.0013 |.0020 |.0026 |.0032 |.0039
over 240HB 30| 1.5xD | 0.40xD 620 |.0007 |.0013|.0016 |.0024 |.0031 |.0039 |.0047
upto7% Si | 1.5xD | 0.40xD | 1976 |.0009|.0017 |.0021 |.0030 |.0041 |.0051 |.0061
over 7% Si 1.5xD | 0.40xD | 1440 |[.0007|.0014 |.0018|.0026 |.0035 |.0043 |.0052
HIGH-SPEED FINISHING
' . F Rate Inch per Tooth - IPT
Material Hardness ((:jgtglt%g Cvtljltéltrr]mg SFM eedd 1aE?‘d :/”"pgia“:zte"
@) @ 18 | 1/4 5116 | 3/8 | 12 | /8 | 34
up to 28 HRc 2xD 0.02xD 1776 |.0006 |.0012|.0014 |.0021 |.0028 | .0034 |.0041
28 - 38 HRc 2xD 0.02xD 1500 |.0006|.0012|.0014 |.0021 |.0028 |.0034 |.0041
28 - 44 HRc 2xD 0.02xD 1150 |.0005|.0010|.0012|.0019|.0025 |.0031 |.0037
Stainless steel - easy to machine / sulphured up to 20 HRc 2xD 0.02xD 720 |.0005|.0010|.0012|.0019|.0025|.0031 |.0037
Stainless steel - moderately difficult to machine 20 - 30 HRc 2xD 0.02xD 525 [.0005|.0009 |.0011|.0017|.0022 |.0027 |.0033
upto44HRc | 2xD | 0.02xD 430 |.0005 |.0009 |.0011 |.0017|.0022 |.0027 | .0033
over240HB 30| 2xD | 0.02xD 980 |.0006 |.0012 |.0014 |.0021|.0028 |.0034 | .0041
up to 7% Si 2xD | 0.02xD | 3280 |.0008|.0015.0019|.0027 |.0036 |.0045 |.0054
over 7% Si 2xD | 0.02xD | 2230 |.0006 |.0013|.0016 |.0023.0030 |.0038 |.0045
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