Chipbreaker Style Non-Chipbreaker Style

o

HFCR HFCI
Insert Data
HFCI-09T3 375 156 133 . . 0.089
HFCI-1204 .500 187 173 . . 0.138
HFCR-09T3 375 156 133 . . 0.089
HFCR-1204 500 187 173 . . 0.138

Machining Application Data

HFSC-1000/3 1.000 9mm  0.040  0.500 1.400 1.900
HFSC-1250/4 1.250 9mm  0.040 0.750 1.800 2.250
HFSC-1500/4 1500 12mm  0.040  0.800 2.000 2.500
HFSS-1000-5.5-1000 1.000 9mm  0.040  0.500 1.500 1.900
HFSS-1000-7.0-1000 1.000 9mm  0.040 0.500 1.500 1.900
HFSS-1250-6.0-1250 1.250 9mm  0.040  0.800 1.000 2.500
HFSS-1250-8.0-1250 1.250 9mm  0.040  0.800 1.000 2.500
HFSS-1500-6.0-1500 1500 12mm  0.040 1125 1.250 3.000
HFSS-1500-9.0-1500 1500 12mm  0.066  0.800 1.250 3.000
HFA-1500/4 1500 12mm  0.066  1.000 2.500 3.250
HFA-2000/5 2000 12mm  0.066  1.250 3.125 3.750
HFA-2500/6 2500 12mm  0.066  1.900 4.000 4.750
HFA-3000/7 3.000 12mm  0.066  2.500 5.500 6.000
HFA-4000/8 4000 12mm  0.066  3.250 7.000 7.750

¢ For Slant Milling or Helical Interpolation decrease the recommended feed by 30%.
¢ |n case of Helical Interpolation do not exceed the max Ap/revolution.

¢ For Plunging use 50% of recommended feed only.

¢ For insert HFCI 09T3 the max Ae is: 0.200

¢ For insert HFCI 1204 the max Ae is: 0.250

The values of “n” and “Vf” in the tables on the following pages are

computed. In the application, use the closest (up side) speed from the range of the
machine tool.

The cutting parameters have to be adjusted accordingly to the rigidity of the machine-
tool and working piece.

In case of hard steel alloy of 50-55 HRC decrease by 30% the Ap, Vc and feed.
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