V604 SERIES

VB04 Series Cutting Data
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Recommended cutting depths are maximum depths, and
speeds and feeds are a starting point based on these depths.

- cutting speed (m/min) 1.2 x DC axial cutting depth should be applied for short
- RPM (rev/min) length tools above @8mm.

- feed per tooth (mm)

- feed rate (mm/min)

- axial depth of cut

- radial depth of cut

All recommendations are based on ideal machining conditions.
Adjustments may need to be made according to your set-up.
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For long series and long necked tools it may be necessary to
reduce feed rate by up to 50%.
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