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VDI Material

5

Non-alloy steel

Low alloy steel

High alloyed steel,
andtool steel

Vc
fz
RPM
FEED

RPM
FEED
Ap
Ve

RPM
FEED
Ap
Ve

RPM
FEED

Ve

RPM
FEED

meter
31

0.003~0.004
50000
265~310
0.006~0.016
31
0.003~0.004
50000
300~350
0.006~0.016
31
0.003~0.004
50000
300~350
0.006~0.016
31
0.003~0.003
50000
265~310
0.005~0.013
31
0.009~0.011
50000
225~265
0.005~0.012
31
0.009~0.011
50000
225~265
0.005~0.012
31
0.003~0.004
50000
300~350
0.006~0.016
31
0.003~0.003
50000
265~310
0.005~0.013

Diameter (@)

NVYWWVG

RECOMMENDED CUTTING CONDITIONS
EMPFOHLENE SCHNEIDPARAMETER

Ve = m/min.

fz = mm/tooth
RPM = rev./min.
FEED = mm/min.
Ap=mm

0 o405 05

45~47
0.005~0.005
48000~50000
440~460
0.010~0.017
45~47
0.005~0.005
48000~50000
480~520
0.010~0.017
45~47
0.005~0.005
48000~50000
480~520
0.010~0.017
45~47
0.004~0.005
48000~50000
440~460
0.008~0.014
43~47
0.017~0.017
46000~50000
390~420
0.007~0.013
43~47
0.017~0.017
46000~50000
390~420
0.007~0.013
45~47
0.005~0.005
48000~50000
480~520
0.010~0.017
45~47
0.004~0.005
48000~50000
440~460
0.008~0.014

60~63
0.007~0.008
48000~50000
450~550
0.013~0.032
60~63
0.007~0.008
48000~50000
720~790
0.013~0.032
60~63
0.007~0.008
48000~50000
720~790
0.013~0.032
60~63
0.005~0.006
48000~50000
450~550
0.011~0.026
58~63
0.017~0.018
46000~50000
400~460
0.010~0.024
58~63
0.017~0.018
46000~50000
400~460
0.010~0.024
60~63
0.007~0.008
48000~50000
720~790
0.013~0.032
60~63
0.005~0.006
48000~50000
450~550
0.011~0.026

50~55
0.006~0.013
31900~35200
450~540
0.007~0.028
54~78
0.006~0.013
34100~49500
600~870
0.007~0.028
54~78
0.006~0.013
34100~49500
600~870
0.007~0.028
50~55
0.006~0.008
31900~35200
450~540
0.005~0.023
50~55
0.028~0.027
31900~35200
440~480
0.005~0.021
50~55
0.028~0.027
31900~35200
440~480
0.005~0.021
54~78
0.006~0.013
34100~49500
600~870
0.007~0.028
50~55
0.006~0.008
31900~35200
450~540
0.005~0.023

50~56
0.007~0.015
26400~29700
440~540
0.007~0.034
54~77
0.007~0.015
28600~40700
590~850
0.007~0.034
54~77
0.007~0.015
28600~40700
590~850
0.007~0.034
50~56
0.007~0.010
26400~29700
440~540
0.006~0.028
50~56
0.030~0.032
26400~29700
400~480
0.006~0.025
50~56
0.030~0.032
26400~29700
400~480
0.006~0.025
54~77
0.007~0.015
28600~40700
590~850
0.007~0.034
50~56
0.007~0.010
26400~29700
440~540
0.006~0.028
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Vc
fz
RPM
FEED
Ap
Ve
fz
RPM
FEED
Ap
Ve
111 g4
= RPM
(WA FEED

38.1 |z

38.2 i3:0)

cPAN RPM
FEED
Ap
Vc

39.2 i
FEED
Ap

Ve

RPM
FEED
Ap
Vc

ZIN RPM
FEED!
Ap

r

50~55
0.010~0.020
19800~22000
460~550
0.016~0.064
55~777/
0.010~0.020
22000~30800
640~890
0.016~0.064
55~77
0.010~0.020
22000~30800
640~890
0.016~0.064
50~55
0.010~0.014
19800~22000
460~550
0.013~0.052
50~55
0.044~0.045
19800~22000
440~500
0.012~0.048
50~55
0.044~0.045
19800~22000
440~500
0.012~0.048
55~77
0.010~0.020
22000~30800
640~890
0.016~0.064
50~55
0.010~0.014
19800~22000
460~550
0.013~0.052

48~55
0.012~0.024
15400~17600
470~540
0.008~0.080
55~76
0.012~0.024
17600~24200
600~850
0.008~0.080
55~76
0.012~0.024
17600~24200
600~850
0.008~0.080
48~55
0.013~0.018
15400~17600
470~540
0.007~0.065
48~55
0.057~0.057
15400~17600
440~500
0.006~0.060
48~55
0.057~0.057
15400~17600
440~500
0.006~0.060
55~76
0.012~0.024
17600~24200
600~850
0.008~0.080
48~55
0.013~0.018
15400~17600
470~540
0.007~0.065

45~53
0.016~0.027
12000~14000
460~540
0.024~0.032
54~70
0.016~0.027
14300~18700
590~780
0.024~0.032
54~70
0.016~0.027
14300~18700
590~780
0.024~0.032
45~53
0.016~0.023
12000~14000
460~540
0.020~0.026
45~53
0.070~0.069
12000~14000
420~480
0.018~0.024
45~53
0.070~0.069
12000~14000
420~480
0.018~0.024
54~70
0.016~0.027
14300~18700
590~780
0.024~0.032
45~53
0.016~0.023
12000~14000
460~540
0.020~0.026

RECOMMENDED CUTTING CONDITIONS
EMPFOHLENE SCHNEIDPARAMETER

Diameter (@)
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Ve = m/min.

fz = mm/tooth
RPM = rev./min.
FEED = mm/min.
Ap=mm

47~54
0.020~0.035
10000~11500
440~540
0.031~0.048
52~67
0.020~0.035
11000~14300
580~760
0.031~0.048
52~67
0.020~0.035
11000~14300
580~760
0.031~0.048
47~54
0.019~0.027
10000~11500
440~540
0.025~0.039
47~54
0.084~0.083
10000~11500
420~480
0.023~0.036
47~54
0.084~0.083
10000~11500
420~480
0.023~0.036
52~67
0.020~0.035
11000~14300
580~760
0.031~0.048
47~54
0.019~0.027
10000~11500
440~540
0.025~0.039

50~55
0.027~0.047
7900~8800
470~530
0.024~0.160
53~69
0.027~0.047
8500~11000
590~800
0.024~0.160
53~69
0.027~0.047
8500~11000
590~800
0.024~0.160
50~55
0.027~0.034
7900~8800
470~530
0.020~0.130
50~55
0.111~0.109
7900~8800
440~480
0.018~0.120
50~55
0.111~0.109
7900~8800
440~480
0.018~0.120
53~69
0.027~0.047
8500~11000
590~800
0.024~0.160
50~55
0.027~0.034
7900~8800
470~530
0.020~0.130

50~55
0.045~0.088
5300~5800
590~650
0.064~0.240
54~77
0.045~0.088
5700~8200
730~1000
0.064~0.240
54~77
0.045~0.088
5700~8200
730~1000
0.064~0.240
50~55
0.051~0.061
5300~5800
590~650
0.052~0.195
50~55
0.208~0.214
5300~5800
550~620
0.048~0.120
50~55
0.208~0.214
5300~5800
550~620
0.048~0.120
54~77
0.045~0.088
5700~8200
730~1000
0.064~0.240
50~55
0.051~0.061
5300~5800
590~650
0.052~0.195

50~55
0.055~0.115
3950~4400
550~620
0.080~0.320
54~78
0.055~0.115
4300~6200
680~990
0.080~0.320
54~78
0.055~0.115
4300~6200
680~990
0.080~0.320
50~55
0.063~0.078
3950~4400
550~620
0.065~0.260
48~55
0.275~0.259
3850~4400
530~570
0.060~0.240
48~55
0.275~0.259
3850~4400
530~570
0.060~0.240
54~78
0.055~0.115
4300~6200
680~990
0.080~0.320
50~55
0.063~0.078
3950~4400
550~620
0.065~0.260
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