Cutting Data

or TCP90 Milling Cutters / TVP90 Milling Cutters

M ) Conditions of Nonferrous metals and nonmetallics
aterials .
Chip Removal 01/05/10
High-Speed EA 1520 25 30
Milling 100 pin - 200 win | 100 pin - 200 win | 100 pin - 200 pin v 35 -
J
unstable PDC-S / CVD PDC-S / CVD PDC-S / CVD Z
(varied depth) 2600-14625 2600-13000 2600-8125 %’_
wv
PDC-S / CVD PDC-S / CVD PDC-S / CVD o
continuous £
2600-14625 2600-13000 2600-8125 £
v
heavily + slightly PDC-S / CVD PDC-S / CVD PDC-S / CVD Depth of cut ap ———pp
interrupted 2600-14625 2600-13000 2600-8125 [N I Y I
.0016 .0039 .0098 .0248 inch
usEsE PDC-S / CVD PDC-S / CVD PDC-S / CVD 10025 10063 0157 10394 0984
(varied depth) 2600-13000 2600-11375 2600-8775
PDC-S / CVD PDC-S / CVD PDC-S / CVD
continuous
2600-13000 2600-11375 2600-8775
heavily + slightly PDC-S / CVD PDC-S / CVD PDC-S / CVD
interrupted 2600-13000 2600-11375 2600-8775
unstable PDC-S / CVD PDC-S / CVD PDC-S / CVD
(varied depth) 2600-9750 2600-8125 2275-7150
PDC-S / CVD PDC-S / CVD PDC-S / CVD
continuous
2600-9750 2600-8125 2275-7150
heavily + slightly PDC-S / CVD PDC-S / CVD PDC-S / CVD
interrupted 2600-9750 2600-8125 2275-7150
Coolant: Flood or through coolant

Cutting Data for TV90 Milling Cutters COATED UNCOATED

Cutter Max ap Carbide Insert Tiiomp Tiiom
feed per tooth *(inch)
TV90 Face Mill .50 VCGT / VPGT .008 .010 .012|.008 .010 .012
TV90 End Mill .38 VCGT / VPGT .006 .008 .010 |.006 .008 .010
Work Material Condition Harﬂgess IV(Iiart vc *(sfm)
Wrought Non AG 60 21 - - - - - -
AG 100 2| - - - - - -
Cast aluminum Non Ag 75 23 |4000 3500 3000|3500 2500 2000
alloys Si<12% AG 90 24 |3100 2800 2000|2600 2000 1500
Si>12% 130 25 - - - - - -
Copper & Pb>1% 110 26 = = - - - -
Copper alloys 90 27 |1900 1640 1400|1500 1250 900
100 28 |1180 980 -- | 800 600 --




