B 5@ =4US" 1DD1H & DD6H OPERATING GUIDELINES

«fz

hmax

* Chip Thinning Calculator is recommended to ensure hmax falls within fz range.

. Harder < > Tougher
Materials c ‘t,t? i+ . aK » p—
uttin ec. Axia
Spee Feed/Tooth Depth of Coolant

(inch) 1 Cut (inch)

Mat'l Group =
#VDI 3323 Examples S

12.13  StainlessSteel (Fer- 400 494 429 400-700

ritic & Martensitic) May not be
M .014-050  .008-.065 4 3 2 1 hre uired 3t
Stainless Steel 303, 304, 316, 15-5, igh speeds
L (Austenitic) 17-4 LY
500-1000  .014-.060  .008-.065 1 2 3 4
No
1800-3000 .004-.035  .008-.065 1
400-800 .014-.055  .008-.065 2 1 3 4
No

1500-2500 .014-.030  .008-.065 1

31-35  HighTempAlloys ~ mconel Hastelloy, © 75159 014040 008065 3 2 1

Yes
—— 6Al-4V,
36-37 Titanium Alloys 5AI-5Mo-5V-3Cr 100-150 .014-.040  .008-.065 2 3 1

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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