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Technical information can be found at the end
of each selected family which contains calculation Storeinam
formulas, mounting instructions, etc... “

‘The advantages of face miling and 7782vX Round Insert Tools.
producing cavities with Stellam’s high
feed face mill are numerous. + Cutting forces « Tangential

predominantly forces act a

‘The unique design of the insert, approach il around the.

End Mills & Face Mils

~

angle and the cuter body ensure the. + Relationship .
cuting forces are predominantly directed betuween cutting - Leads tovibration '}
with a round insert tool shows complex is at its most stable. the cutting edge
forces which result in high levels of + Results in high feed « Leads to reduced
vibration and damage to the cutting edge. rates and consistent feed and lower productivity
tool .

‘The 7762VX machines with a

constant volume of chip throughout all 7792VX Side st
aspects of producing cavilies and + Constant cutting .
produces a side wall that s close (o section (chip volume)
profie. irrespeciive of

position in caviy.
Round insert tools have increasing chip - Producing a close
volume through the process. to profil side wall

Round insert

+ Near-square side walls
Do + Greater surface contact.

« Increased chip section for side
wall machining

- Vibration in comers.

+ Undulating side wall cusps
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