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RPM Calculation Chip Thinning

"\fTip Angle = 90°- PFRA

ae

ap -”7 Resultant Dia. at ap

* RPM calculation is to be made using the resultant diameter at ap. ** Chip Thinning Calculator is recommended to ensure hmax is in range.

Materials DC fz ae ap* hmax**
Cutting Feed per Radial Axial Chip
Mat'l Grou _ Dia. Tooth Cutting Depth of Thickness Coolant
1SO #VD|3323p (inch/mm) (inch) Depth (o] (inch)

312"/8  .0010-0020 .0015-.0060 .0007-.0015
375"/10  .0010-0025 .0015-.0060 .0007-.0020

50650 co0r/12  0010-0030 .0015-0060 > 0007-0025
.625"/16  .0010-0040 .0020-.0070 .0007-.0030
312"/8  .0010-0020 .0015-.0060 .0007-.0015
375"/10  .0010-.0025 .0015-.0060 .0007-.0020

30650 So0/12  0010-0030 .0015-0060 % 0007-0025 No
.625"/16  .0010-.0040 .0020-.0070 .0007-.0030
312"/8  .0008-0015 .0015-.0060 .0007-.0012
375"/10  .0008-0025 .0015-.0060 .0007-.0017

400-600 03-06
500"/12  .0010-.0030 .0015-.0060 .0007-.0022
.625"/16  .0010-0040 .0020-.0070 .0007-.0027
312"/8  .0008-0015 .0015-.0060 .0007-.0012

410,416, 440, 375"/10  .0008-0025 .0015-.0060 .0007-0017 ~ Maybe
12thru14  StainlessSteel 303,304,316,  200-350 .03-.06 ired at
M " amessteel 8%, 174 500"/12 .0010-0030 .0015-0060 00070022 gt et

.625"/16  .0010-0040 .0020-.0070 .0007-.0027

312'/8  .0010-0020 .0015-0060 .0007-.0015
375/10  .0010-0025 .0015-0060 .0007-.0020

S00700  Conei12 0010-0030 0015-0060 > 00070025 No
625"/16  .0010-0040 .0020-.0070 .0007-.0030
312'/8  .0015-0025 .0015-.0060 .0007-.0020
375'/10  .0015-0030  .0015-.0060 .0007-.0025

1000-3000  cohu/12  0015-0035 .0015-0060 > 00070030 '
625"/16  .0015-0045 .0020-0070 .0007-.0035

312'/8  .0008-0015 .0015-0060 .0007-.0012
Inconel, Hastelloy, 375"/10 .0008-0025 .0015-.0060 0007-.0017
31thu37  HighTemp,Ti  6AM4V5AL5Mo- 80250 Do DO 0306 o ¥
S " R siace 500"/12  .0010-0030  .0015-.0060 .0007-.0022 .
625'/16  .0010-0040 .0020-0070 .0007-.0027

Note: Feed and speed recommendations are starting operating parameters. They are only guidelines from which further optimization should take place. Operating
parameters are influenced by many machining variables. These variables may cause for reductions in feeds and speed or dramatic increases. Additionally, DOC and
WOC may need to be revised to optimize the tools performance.
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