RECOMMENDED CUTTING CONDITIONS

Carbon steel, Cast iron, Alloy steel, Tool steel,
Alloy steel (—30HRC) Pre-hardened steel
Work material
AISI 1050, AISI No 35 B, AISI P20 AISI H13, AISI W1-10, AISI P21
Dia. |Comerradius| Revolution Feed rate Depth of cut Depth of cut Revolution Feed rate Depth of cut Depth of cut
DC (mm)| RE (mm) (min") (mm/min) ap (mm) ae (mm) (min"") (mm/min) ap (mm) ae (mm)
2 |RO.5 33000 10000 0.08 0.8 27000 8400 0.05 0.8
3 | R0.75 22000 11000 0.12 1.2 18000 9000 0.08 1.2
4 | R1 17000 12000 0.15 1.5 14000 9500 0.12 1.5
5 | R1.2 13000 13000 0.20 2.0 11000 11000 0.15 2.0
6 | R1.5 11000 13000 0.25 2.5 9000 11000 0.15 25
7 |R1.5 9400 13000 0.25 3.0 7800 11000 0.15 3.0
8 R2 8200 13000 0.30 3.0 7000 11000 0.20 3.0
9 [R2 7300 13000 0.30 4.0 6000 11000 0.20 4.0
10 ([R2 6500 13000 0.30 4.5 5500 11000 0.20 4.5
11 |R2 6000 12000 0.30 5.5 5000 10000 0.20 55
12 |R3 5500 12000 0.45 4.5 4600 10000 0.30 4.5
13 |[R3 5000 12000 0.45 5.5 4200 10000 0.30 55
16 |R3 4100 10000 0.45 7.5 3400 8800 0.30 7.5
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Hardened steel (45— 55HRC) Hardened steel (55— 62HRC)
Work material
AISI H13 AISI D2
Dia. |Comerradius| Revolution Feed rate Depth of cut Depth of cut Revolution Feed rate Depth of cut Depth of cut
DC (mm)| RE (mm) (min™") (mm/min) ap (mm) ae (mm) (min™") (mm/min) ap (mm) ae (mm)
2 |RO.5 24000 7500 0.04 0.8 16000 3000 0.03 0.8
3 | R0O.75 16000 8500 0.06 1.2 11000 3300 0.05 1.2
4 |R1 12000 8800 0.08 1.5 8000 3500 0.07 1.5
5 | R1.2 9600 9500 0.10 2.0 6400 3800 0.08 2.0
6 |R1.5 8000 9600 0.10 25 5300 3800 0.10 25
7 |R1.5 6900 9600 0.10 3.0 4600 3800 0.10 3.0
8 R2 6000 9600 0.15 3.0 4000 3800 0.13 3.0
9 [R2 5300 9500 0.15 4.0 3800 3800 0.13 4.0
10 ([R2 4800 9500 0.15 4.5 3200 3800 0.13 4.5
11 |R2 4500 9000 0.15 5.5 2900 3500 0.13 5.5
12 |R3 4100 9000 0.25 4.5 2700 3500 0.20 4.5
13 |[R3 3700 8900 0.25 5.5 2500 3500 0.20 55
16 |R3 3000 7800 0.25 7.5 2000 3200 0.20 7.5
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Coefficients respective of tool overhang
1

Type Overhang | Revolution | Feed rate Deptl;:f cut
L/D <5 100% 100% 100%
Straight | L/D=6 90% 80% 80%
L/D=7 80% 70% 70%
L/D=6 100% 100% 100%
Taper neck | L/D=8 90% 80% 80%
L/D=10 80% 70% 70%

1) The above table shows cutting conditions when machining with the corner
radius cutting edge.

2) This table shows the cutting conditions with less than 5D overhang length.
In the case of longer overhangs, the revolution and the feed rate should be
reduced proportionately.

3) If the depth of cut is shallow, the revolution and feed rate can be increased.

4) Air blow or oil mist is recommended for good chip evacuation.

5) For profile machining such as moulds, machining conditions may differ considerably
depending on the workpiece geometry, machining methods and depth of cut. Reduce
the feed rate especially when machining the corner sections of a workpiece.

6) When machining inclinations in the Z direction, set the inclination angle at
2° and reduce the feed rate by 50%.

7) If the rigidity of the machine or the work materials installation is very low,
or chattering and noise are generated, reduce the revolution and feed rate
proportionately.
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