HF 300

— > <€——— d, End Mill Diameter

Tool length/reach upto 3xD Vcand fz 100% (‘

9 )
| |<— (width of cut)

RPM =

INCH

x 3.82

ap
Tool length/reach 3.5xD Vcandfz 80% L =|=T (depth of cut) IPM = No. of teeth x IPT x RPM
Tool length/reach > 5-10xD Vcandfz 60%
Material Hardness |Application| ap max | ae max | SFM Feed Rate Inch per Tooth - IPT
3mm | 4mm | 5mm | 6mm | 8mm | 10mm | 12mm | 16mm
Slotting | 0.04xD | 1.00xD | 660 [0.0041| 0.0055 | 0.0069 | 0.0094 | 0.0126 | 0.0157 | 0.0189 | 0.0252
up to
850 Roughing | 0.06 xD | 0.60xD [ 820 |0.0050|0.0066 | 0.0083 | 0.0113 | 0.0151 | 0.0189 | 0.0227 | 0.0302
N/mm?
Pre Finishing| 0.03xD [ 0.40xD | 980 (0.0037|0.0050 | 0.0062 | 0.0085 | 0.0113 | 0.0142 | 0.0170 | 0.0227
Slotting 0.04xD [ 1.00xD | 560 |0.0035|0.0047 |0.0059 | 0.0083 |0.0110 | 0.0138 | 0.0165 | 0.0220
850-
1,200 Roughing [ 0.06 xD [ 0.60xD | 720 |0.0043| 0.0057 | 0.0071 | 0.0099 | 0.0132 | 0.0165 | 0.0198 | 0.0265
N/mm?
Pre Finishing| 0.03xD [ 0.40xD | 820 (0.0032| 0.0043 | 0.0053 | 0.0074 | 0.0099 | 0.0124 | 0.0149 | 0.0198
. Slotting 0.04xD | 1.00xD | 430 |0.0030|0.0039 |0.0049 | 0.0071|0.0094 | 0.0118 | 0.0142 | 0.0189
’\‘}/'4002 Roughing | 0.05xD | 0.60xD | 560 |0.0035| 0.0047 | 0.0059 | 0.0085 | 0.0113 | 0.0142 | 0.0170 | 0.0227
mm!
Pre Finishing| 0.03 xD | 0.40xD | 620 |0.0027| 0.0035 | 0.0044 | 0.0064 | 0.0085 | 0.0106 | 0.0128 | 0.0170
Slotting 0.03xD [ 1.00xD | 330 |0.0024|0.0031 | 0.0039 | 0.0059 | 0.0079 | 0.0098 | 0.0118 | 0.0157
SZF:-IEC Roughing | 0.04xD | 0.40xD | 400 |0.0028|0.0038 | 0.0047 | 0.0071 | 0.0094 | 0.0118 | 0.0142 | 0.0189
Pre Finishing| 0.02x D | 0.30 x D 490 |0.0021| 0.0028 | 0.0035 | 0.0053 | 0.0071 | 0.0089 | 0.0106 | 0.0142
5:%%) Roughing | 0.03xD | 0.30xD | 300 |0.0014|0.0019 | 0.0024 | 0.0043 | 0.0057 | 0.0071 | 0.0085 | 0.0113
Pre Finishing| 0.01 xD [ 0.20xD | 330 |0.0011|0.0014 | 0.0018 | 0.0032 | 0.0043 | 0.0053 | 0.0064 | 0.0085
Stainless steel up to Slotting 0.03xD [ 1.00xD | 330 |0.0035|0.0047 | 0.0059 | 0.0083 | 0.0110 | 0.0138 | 0.0165 | 0.0220
1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X10CrNiS18-9 750 Roughing | 0.04xD | 0.40xD | 430 |0.0043|0.0057 | 0.0071 | 0.0099 | 0.0132 | 0.0165 | 0.0198 | 0.0265
USA = 303, 410, 420F, 430, 430F N/mm? .
Pre Finishing| 0.02xD [ 0.30xD | 490 |0.0032| 0.0043 | 0.0053 | 0.0074 | 0.0099 | 0.0124 | 0.0149 | 0.0198
Stai Slotting 0.03xD | 1.00xD 260 |0.0032| 0.0043 | 0.0053 | 0.0076 | 0.0101 | 0.0126 | 0.0151 | 0.0202
ainless steel 750-850
1.4301X5CrNi18-10, 1.4303 X5CrNi18-12 1.4310 XCrNi18-8 N/mm? Roughing | 0.04xD | 0.40xD 330 |0.0038| 0.0051 | 0.0064 | 0.0091 | 0.0121 | 0.0151 | 0.0181 | 0.0242
USA =304, 304L, 420 .
Pre Finishing| 0.02x D | 0.30 xD 390 |0.0029| 0.0038 | 0.0048 | 0.0068 | 0.0091 | 0.0113 | 0.0136 | 0.0181
Stainless steel T Slotting 0.02xD | 1.00xD | 200 [0.0024|0.0031 |0.0039 | 0.0059 | 0.0079 | 0.0098 | 0.0118 | 0.0157
1.4438 X2CrNiMo18-15-4, 1.4404 X2CrNiMo17-12-2, 1.4571 X6CrNiTi18-10 850 Roughing | 0.03xD | 0.40xD | 230 |0.0028| 0.0038 | 0.0047 | 0.0071 | 0.0094 | 0.0118 | 0.0142 | 0.0189
USA =310, 316, 316B, 316L, 317 .
N/mm? Pre Finishing| 0.02xD [ 0.30xD | 300 |0.0021|0.0028 | 0.0035 | 0.0053 | 0.0071 | 0.0089 | 0.0106 | 0.0142
Slotting 0.02xD [ 1.00xD | 150 |0.0024|0.0031 | 0.0039 | 0.0059 | 0.0079 | 0.0098 | 0.0118 | 0.0157
Special alloys (nickel based “Ni') 1 %(t)c()) Roughing | 0.03xD | 0.40xD | 200 [0.0028|0.0038 | 0.0047 | 0.0071 | 0.0094 | 0.0118 | 0.0142 | 0.0189
Nimonic, Inconel, Monel, Hastelloy N CUgjing) || GO AP : d d d d d d d
mm Pre Finishing| 0.02 xD [ 0.30xD | 230 |0.0021| 0.0028 | 0.0035 | 0.0053 | 0.0071 | 0.0089 | 0.0106 | 0.0142
Titanium alloys (“Ti“) up to Slotting 0.01xD | 1.00xD 100 |0.0012| 0.0016 | 0.0020 | 0.0035 | 0.0047 | 0.0059 | 0.0071 | 0.0094
3.7024 Ti99,5, 3.7114 TiAl5Sn2,5, 3.7124 TiCu2 1,300 Roughing | 0.02xD | 0.30x D 115 |0.0014| 0.0019 | 0.0024 | 0.0043 | 0.0057 | 0.0071 | 0.0085 | 0.0113
3.7154 TiAI6Zr5, 3.7164 TiAl6V4, 3.7184 TiAl4Mo4Sn2,5 2 .
: : REHotSN N/mm® be Finishing| 0.01xD | 0.20xD | 130 [0.0011|0.0014 | 0.0018 | 0.0032 | 0.0043 | 0.0053 | 0.0064 | 0.0085
Slotting 0.04xD [ 1.00xD | 560 |0.0035|0.0047 |0.0059 | 0.0083 |0.0110|0.0138 | 0.0165 | 0.0220
2437_‘1:;30 Roughing [ 0.06 xD | 0.60xD | 720 |0.0043|0.0057 | 0.0071 | 0.0099 | 0.0132 | 0.0165 | 0.0198 | 0.0265
Pre Finishing| 0.03x D [ 0.40xD | 820 (0.0032| 0.0043 | 0.0053 | 0.0074 | 0.0099 | 0.0124 | 0.0149 | 0.0198
Slotting 0.04xD [ 1.00xD | 460 |0.0032|0.0043|0.0053 |0.0076 | 0.0101 | 0.0126 | 0.0151 | 0.0202
24%b|3é830 Roughing | 0.05xD | 0.60xD | 590 |0.0038|0.0051 |0.0064 | 0.0091 | 0.0121 | 0.0151 | 0.0181 | 0.0242
Pre Finishing| 0.03 xD | 0.40xD | 690 |0.0029|0.0038 | 0.0048 | 0.0068 | 0.0091 | 0.0113 | 0.0136 | 0.0181
up to
3% Si
above
3% Si
Magnesium-alloys
MgMn2, G-MgAI8Zn1, G-MgAI6Zn3 -
Non-ferrous metals (copper, short- or long-chipping brass or bronze)
2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb up to
2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Ph2 SpSO
2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5 5
2.1090 CuSn7ZnPb, 2.1170 CuPb5Sn5, 2.1176 CuPb10Sn N/mm
2.0916 CuAl5, 2.0960 CuAI9Mn, 2.1050 CuSn10
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