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application information E
Hardened " Ferritic /
- w0 | e | comng | Speco e
(> 48 Rc) Stainless
TCl Speed 500-800 400-700 250-450 300-500 400-800 250-450 500-800 400-700 400-900
Feed .003-.014 .003-.013 .003-.010 .003-.012 .003-.014 .003-.010 .003-.014 .003-.013 .003-.010
DMK30 GLH Speed 700-1000 500-900 250-550 300-600 500-900 250-500 600-1000 500-900 55-90 35-65 120-180 400-900
Feed .003-.014 .003-.013 .003-.010 .003-.012 .003-.014 .003-.010 .003-.014 .003-.013 .002-.007 .002-.006 .003-.008 .003-.010
HM Speed 700-1000 500-900 250-550 300-600 500-900 250-500 600-1000 500-900 55-90 35-65 120-180
Feed .003-.014 .003-.013 .003-.010 .003-.012 .003-.014 .003-.010 .003-.014 .003-.013 .002-.007 .002-.006 .003-.008
D GLH Speed 700-1000 500-900 250-650 300-600 500-900 250-500 600-1000 500-900 55-90 35-65 120-180 400-900
DMK25 Feed .003-.012 .003-.010 .003-.010 .003-.010 .003-.012 .003-.009 .003-.013 .003-.012 .002-.007 .002-.006 .003-.008 .003-.013
HM Speed 700-1000 500-900 250-650 300-600 500-900 250-500 600-1000 500-900 55-90 35-65 120-180
Feed .003-.012 .003-.010 .003-.010 .003-.010 .003-.012 .003-.009 .003-.013 .003-.012 .002-.007 .002-.006 .003-.008
TCl Speed 500-900 400-800 350-550 300-450 600-900 500-800
DMP25 Feed .003-.013 .003-.012 .003-.010 .003-.009 .003-.013 .003-.012
GLH Speed 700-1200 500-900 350-650 300-500 600-1000 500-900
Feed .003-.013 .003-.012 .003-.010 .003-.009 .003-.013 .003-.012
OPMH-442 DMK25 GLH Speed 700-1000 500-900 250-650 500-900 250-500 600-1000 500-900
Feed .003-.012 .003-.010 .003-.010 .003-.012 .003-.009 .003-.013 .003-.012
TCl Speed 500-900 400-800 350-550 300-450 600-900 500-800
N Feed .005-.015 .005-.015 .005-.013 .004-.012 .005-.015 .005-.015
DMP25 GLH Speed 700-1200 500-900 350-650 300-500 600-1000 500-900
Feed .005-.015 .005-.015 .005-.013 .004-.012 .005-.015 .005-.015
HM Speed 700-1200 500-900 350-650 300-500 600-1000 500-900
Feed .005-.015 .005-.015 .005-.013 .004-.012 .005-.015 .005-.015
TCI Speed 500-900 400-800 350-550 300-450 600-900 500-800
Feed .005-.015 .005-.015 .005-.013 .004-.012 .005-.015 .005-.015
DMP25 GLH Speed 700-1200 500-900 350-650 300-500 600-1000 500-900
- Feed .005-.015 .005-.015 .005-.013 .004-.012 .005-.015 .005-.015
GLH Speed 700-1200 500-900 350-650 300-500 250-450 700-1200 600-900
DMKA5 Feed .004-.014 .004-.013 .004-.012 .003-.010 .003-.008 .005-.015 .005-.015
HM Speed 700-1200 500-900 350-650 300-500 250-450 700-1200 600-900
Feed .004-.014 .004-.013 .004-.012 .003-.010 .003-.008 .005-.015 .005-.015
> Bold text indicates best choice for material shown.
» The parameters provided are suggested starting operating parameters.
» See page IM-155 for insert grade and coating selection.
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Hardened " Ferritic /
- 0 | e | Courg | Spasa P
(> 48 Re) Stainless
TCl Speed 500-800 400-700 250-450 300-500 400-800 250-450 500-800 400-700 400-900
— DMK30 Feed .007-.020 .005-.015 .005-.012 .005-.015 .005-.020 .003-.012 .004-.020 .003-.015 .004-.015 —
GLH Speed 700-1000 500-800 250-600 300-600 500-900 250-500 600-1000 500-900 55-90 35-65 120-180 400-900
Feed .007-.020 .005-.015 .005-.012 .005-.015 .005-.020 .003-.012 .004-.020 .003-.015 .002-.006 .002-.005 .003-.007 .004-.015
Tl Speed 500-900 400-800 350-550 600-900 500-800 400-900
@ DMK25 Feed .007-.020 .005-.015 .005-.012 .004-.020 .003-.015 .004-.015 )
E D GLH Speed 700-1200 500-900 350-650 600-1000 500-900 120-180 400-900 E
- -}
8 Feed .007-.020 .005-.015 .005-.012 .004-.020 .003-.015 .003-.007 .004-.015 8
5_. TCl Speed 500-900 400-800 350-550 600-900 500-800 %
g Feed .007-.020 .005-.015 .005-.012 .004-.020 .003-.015 §
< Speed 700-1200 500-900 350-650 600-1000 500-900 <
2 DMP25 GLH =2
ucjw Feed .007-.020 .005-.015 .005-.012 .004-.020 .003-.015 g
HM Speed 700-1200 500-900 350-650 600-1000 500-900
Feed .007-.020 .005-.015 .005-.012 .004-.020 .003-.015
TCI Speed 500-800 400-700 250-600 400-800 250-450 500-800 400-700
Feed .007-.020 .007-.020 .005-.015 .005-.020 .003-.012 .007-.020 .006-.020
DMK30 GLH Speed 700-1000 500-800 250-600 500-900 250-500 600-1000 500-900
Feed .007-.020 .007-.020 .005-.015 .005-.020 .003-.012 .007-.020 .006-.020
HM Speed 700-1000 500-800 250-600 500-900 250-500 600-1000 500-900
Feed .007-.020 .007-.020 .005-.015 .005-.020 .003-.012 .007-.020 .006-.020
L Speed 700-1200 500-900 350-650 300-500 600-1000 500-900 L
o DMK25 GLH ]
E N Feed .007-.020 .007-.020 .005-.015 .004-.012 .007-.020 .006-.020 E
E TCI Speed 500-900 400-800 350-550 300-450 600-900 500-800 E
o Feed .007-.020 .007-.020 .005-.015 .004-.012 .007-.020 .006-.020 o
= RPMH-44 F
’5 Speed 700-1200 500-900 350-650 300-500 600-1000 500-900 '5
=) DMP25 GLH 2
Feed .007-.020 .007-.020 .005-.015 .004-.012 .007-.020 .006-.020
HM Speed 700-1200 500-900 350-650 300-500 600-1000 500-900
Feed .007-.020 .007-.020 .005-.015 .004-.012 .007-.020 .006-.020
DMK15 GLH Speed 700-1200 500-900 350-650 300-500 700-1200 600-900
Feed .007-.020 .007-.020 .005-.015 .004-.012 .007-.020 .006-.015
T Speed 500-800 400-700 250-600 500-800 400-700
Feed .007-.020 .007-.020 .005-.015 .007-.020 .006-.020
Speed 700-1000 500-800 250-600 600-1000 500-900
— DMK30 GLH —
é Feed .007-.020 .007-.020 .005-.015 .007-.020 .006-.020 22
DD: HM Speed 700-1000 500-800 250-600 600-1000 500-900 DD:
5 Feed .007-.020 .007-.020 .005-.015 .007-.020 .006-.020 5
é TCl Speed 500-900 400-800 350-550 300-450 600-900 500-800 é
E Feed .007-.020 .007-.020 .005-.015 .004-.012 .007-.020 .006-.020 E
wn Speed 700-1200 500-900 350-650 300-500 600-1000 500-900 n
=} T DMP25 GLH )
E Feed .007-.020 .007-.020 .005-.015 .004-.012 .007-.020 .006-.020 f
3:' HM Speed 700-1200 500-900 350-650 300-500 600-1000 500-900 :,:'
@ Feed .007-.020 .007-.020 .005-.015 .004-.012 .007-.020 .006-.020 @
TCl Speed 500-900 400-800 350-550 300-450 600-1000 600-900
Feed .007-.020 .007-.020 .005-.015 .004-.012 .007-.020 .006-.020
DMKA5 GLH Speed 700-1200 500-900 350-650 300-500 250-450 700-1200 600-900
Feed .007-.020 .007-.020 .005-.015 .004-.012 .003-.012 .007-.020 .006-.020
HM Speed 700-1200 500-900 350-650 300-500 250-450 700-1200 600-900
; Feed .007-.020 .007-.020 .005-.015 .004-.012 .003-.012 .007-.020 .006-.020 ;
2 2
w0 921
— —
o o ) ) @)
E > Bold text indicates best choice for material shown. E
‘2"’ » The parameters provided are suggested starting operating parameters. g
E > See page IM-155 for insert grade and coating selection. 5
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(%001

Hardened " Ferritic /
- w0 | e | comng | Speco e
(> 48 Rc) Stainless
TCl Speed 500-800 400-700 250-450 300-500 400-800 250-450 500-800 400-700
Feed .007-.020 .005-.015 .005-.012 .005-.015 .005-.020 .003-.012 .004-.020 .003-.015
D DMK30 GLH Speed 700-1000 500-800 250-600 300-600 500-900 250-500 600-1000 500-900 55-90 35-65 120-180 400-900 1200+ (Cast)
Feed .007-.020 .005-.015 .005-.012 .005-.015 .005-.020 .003-.012 .004-.020 .003-.015 .002-.006 .002-.005 .003-.007 .003-.012 .007-.020
Speed 1500+
RDCH-43 Uncoated
Feed .010-.020
TCl Speed 500-900 400-800 350-550 300-450 600-900 500-800
- DMP25 Feed .007-.020 .007-.020 .005-.015 .004-.012 .007-.020 .006-.020
GLH Speed 700-1200 500-900 350-650 300-500 600-1000 500-900
Feed .007-.020 .007-.020 .005-.015 .004-.012 .007-.020 .006-.020
> Bold text indicates best choice for material shown.
» The parameters provided are suggested starting operating parameters.
» See page IM-155 for insert grade and coating selection.
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