Speeds and Feeds L/ ’ S Y,

1)  Select your material in the ISO colored chart with respect to material description.
2) Start with a middle/average value for cutting speed, V, (ft/min) and feed rate, V; (in/tooth). Adjust the cutting speed and/or feed rate based on your cutting conditions.

Not recommended for composites or graphite. The parameters listed are based on an uncoated tools. Coated tools speed can be increased by approximately 25%. All speed and feed recommendations should be
considered only as a starting point. Start with conservative speeds and feeds while analyzing the rigidity of the process. Then cautiously increase incrementally to achieve optimum performance.
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Symbol Definition Unit

Ve Feed rate in/min

£, Feed per revolution in/rev

f, Feed per tooth in

v, Cutting speed ft/min (SFM)

n Spindle speed rev/min (RPM)
D, Tool cutting diameter in
MRR Material removal rate (in%/min)

a, Radial depth of cut in

a, Axial depth of cut in

Z Number of teeth/flutes
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