HSS/Co end mills OSAWA

CUTTING PARAMETERS

TAWLA4

WL4 (n and Vf = -20% + -30%)
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Hardness/Rm <700 N/mm? 600-800 N/mm? 800-1000 N/mm? 900-1200 N/mm?
ap x ae 2D x0.1D 2D x0.1D 2D x0.1D 2D x0.1D
Vc (m/min) 40-50 30-40 25-35 10-20
D 4 n fz Vf n fz Vf n fz Vf n fz Vf
(mm) | (mm) (rpm) (mm/z) | (mm/min)| (rpm) (mm/z) |(mm/min)| (rpm) (mm/2) |(mm/min)| (rpm) (mm/z) |(mm/min)
3 4 4780 0.004 75 3720 0.004 50 3180 0.003 40 1590 0.003 20
4 a4 3580 0.006 85 2790 0.005 60 2390 0.005 50 1190 0.004 20
5 4 2870 0.009 100 2230 0.008 70 1910 0.007 50 960 0.006 20
6 4 2390 0.012 115 1860 0.011 80 1590 0.010 60 800 0.009 30
8 a4 1790 0.015 105 1390 0.013 70 1190 0.012 60 600 0.011 30
10 4 1430 0.021 120 1110 0.019 90 960 0.017 70 480 0.016 30
12 4 1190 0.027 125 930 0.024 90 800 0.021 70 400 0.020 30
14 a4 1020 0.032 130 800 0.029 90 680 0.026 70 340 0.024 30
16 4 900 0.038 135 700 0.034 100 600 0.030 70 300 0.028 30
18 4 800 0.045 145 620 0.040 100 530 0.036 80 270 0.033 40
20 a4 720 0.050 145 560 0.045 100 480 0.040 80 240 0.038 40
22 6 650 0.056 220 510 0.051 155 430 0.045 115 220 0.042 55
25 6 570 0.068 230 450 0.061 165 380 0.054 125 190 0.051 60
32 6 450 0.077 210 350 0.069 145 300 0.062 110 150 0.054 50
36 6 400 0.085 205 310 0.077 140 270 0.068 110 130 0.060 45
40 6 360 0.095 205 280 0.086 145 240 0.076 110 120 0.067 50
ap x ae <D5 1.5D x 0.05D 1.5D x 0.05D 1.2D x 0.05D 1.2D x 0.05D
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