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CUTTING SPEED GUIDELINES

HIGH-SPEED
CARBIDE
STEEL

PLASTICS 500 300
ALUMINUM 500 600
BRASS 200 400
MILD STEEL /5 250
STAINLESS 50 100

SPEEDS IN SURFACE FEET PER MINUTE (SFPM)
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MILL/DRILL SPINDLE SPEED

L X CUTTING SPEED

SPINDLE SPEED =
TOOL DIAMETER

GIVES SPINDLE SPEED IN RPM

FOR

CUTTING SPEED IN FEET PER MINUTE (FPM)
AND

TOOL DIAMETER IN INCHES

FOR NOW, DIVIDE BY ~27
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FEED RATE

FEED RATE = CHIP LOAD X TEETH X SPINDLE SPEED

GIVES FEED RATE IN INCHES PER MINUTE
FOR

CHIP LOAD IN INCHES PER TOOTH

AND

SPINDLE SPEED IN RPM

TYPICAL CHIP LOADS:
ROUGHING 0.005"
FINISHING 0.001-0.002"
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HTTP://WARDSCORNER.NET/IMAGES/IH MILL/VISEQl.JPG
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HTTP://WWW.FRETS.COM/HOMESHOPTECH
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http://www.frets.com/HomeShopTech
http://www.frets.com/HomeShopTech
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CUT ALL SIX SIDES

FRONT/BACK - CARBIDE-INSERT FACE MILL

TOP/BOTTOM - FACE CUT W/ END MILL

SIDES - SIDE CUT W/ END MILL
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FACE CUT
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END MILL - FACE CUT

HTTP://WWW.FRETS.COM/HOMESHOPTECH
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END MILL - SIDE CUT

HTTP://WWW.FRETS.COM/HOMESHOPTECH
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END MILL - FACE CUT
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