B GHIIPSVIRAER OPERATING GUIDELINES: BALL NOSE TIPS

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

Materials . f2 | Harder <-------
Cuttin DC Feed per

Spee Cutting Dia. Coolant
Material Tvbe SFM (inch) {?nﬁ]l;
Group yp
.187-.250 .0007-.0035
.312-.500 .0010-.0040
4001000 o5 750 0010-0045
1.000 .0010-.0050

187-250  .0007-0030
312-500 .0010-0035
350700 “h5750  0010-0040 - . =
1.000 0010-0045
187-250  .0007-0025
312500 .0010-0030
300600 695750 .0010-0035
1.000 0010-0040
ciai o St 187-250 .0007-0025
123 (Ferritic& 410,416,480 350600 2500 0010-0030 Yes
Martensitic) R : -
M 1.000 0010-0040 ] :
187-250  .0007-0025
1 Stainless Steel 303, 304, 316, 300550 .312-500 .0010-.0030 Maﬂﬁibiﬁ
(Austenitic) 155,174 625-750  .0010-0035 e et
1.000 10010-0040
187-250  .0007-0030
312-500 .0010-0035
5001000 5750 0010-0040
1.000 0010-0045 ) : No
187-250  .0007-0025
312-500 .0010-0030
400800 “0>5750  .0010-0035
1.000 10010-0040
187-250  .0007-0030
312-500 .0010-0040
10003000 “0>5750  0010-0050 - ! - Yes
1.000 0010-0060
187-250  .0007-0025
- Inconel, Hastelloy, .312-.500 .0010-.0030
3135 High-Temp Alloys  “yinoric ‘Mone 65200 625-750 .0010-0035
S 1.000 .0010-0040 ) 1 Yes
187-250  .0007-0025

.312-.500 .0010-.0030
.625-750 .0010-.0035
1.000 .0010-.0040

187-250  .0007-0015
312500 .0010-0020

130250 o5750  0010-0025 ! - 2 No
1.000 0010-0030

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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