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** First choice grade shown in bold text.

The parameters provided are suggested operating parameters. Actual speeds and
feeds will depend on many variables, such as rigidity, workpiece hardness, tool
extension, machine accuracy, Depth of Cut, etc. Start at the middle of the SFM range
and the low end of the FPT range. Next, increase FPT to optimize productivity and
tool life. Higher SFM will provide higher output but may reduce tool life. Try different
combinations to find the parameters that best suit your needs.

e The -TCI coatings are best suited for low-to-medium operating
speeds (temperatures) and softer materials.

* The -GLH and -HM coatings are best suited for high operating
speeds (temperatures) and harder materials.
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