MANUFACTURERS OF HIGH PERFORMANCE
CARBIDE CUTTING TOOLS
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H40ALV-RN-3

TOLERANCES

Cutting Diameter: -.0001/-.0004
Shank: -.0001/-.0004 (ISO H6)

Radius: +/-.001
Ball Nose: +/-.001
Runout: .0003 max.

o

Cut No. | Sq Tool
. LBS | OAL . ; . .
Diameter Flutes| End Description
1/4" 1/4" 3/8" 34" 2-1/2" 237 3 46076 46081 46086 *46091 - - - - 47076 H40ALV-RN-S-30250
1/4" 38" 1-1/8" 3" 237 3 46096 46101 46106 *46111 - - - - 47091 H40ALV-RN-R-30250
3/8" 3/8" 12" 1-1/8" 3" .356 3 46221 46226 46231 46236 *46241 - = = 47181 H40ALV-RN-R-30375
3/8" 112" 2-1/8" 4" .356 3 46246 46251 46256 46261 *46266 - - - 47196 H40ALV-RN-M-30375
112" 58" 1-3/8" 3" 475 3 46301 46306 46311 46316 46321 *46326 - - 47226 H40ALV-RN-R-30500
1/2" 112" 518"  2-1/4" 4" 475 3 46331 46336 46341 46346 46351 *46356 - - 47241 H40ALV-RN-M-30500
102" 5/8" 3-3/8" 5" 475 3 46361 46366 46371 46376 46381 *46386 - - 47256 H40ALV-RN-L-30500
112" 58" 4-1/4" 6" 475 3 46391 46396 46401 46406 46411 *46416 - - 47271 H40ALV-RN-X-30500
5/8 , 5/8" 34" 1-5)8" 4" 593 3 46446 - 46451 46456 46461 46466 - = 47301 H40ALV-RN-R-30625
5/8" 3/4" 3-3)8" 6" 593 3 46496 - 46501 46506 46511 46516 - = 47331 H40ALV-RN-L-30625
3/4" 1" 2" 4 712 3 46556 - 46561 46566 46571 46576 *46581 *46586 47361 H40ALV-RN-R-30750
3 /4" 314" " 338" 6" 712 3 46591 - 46596 46601 46606 46611 *46616 *46621 47376 H40ALV-RN-M-30750
3/4" 1" 5" 7" 712 3 46626 - 46631 46636 46641 46646 *46651 *46656 47391 H40ALV-RN-L-30750
1" 1-1/4"  2-5/8" 5" 1950 3 46696 - 46701 46706 46711 46716 46721 *46726 47421 H40ALV-RN-R-31000
1" 1-1/4" 3-3/8" 6" .950 3 46731 = 46736 46741 46746 46751 46756 *46761 47436 H40ALV-RN-M-31000
1" " 114" 438" 7" 950 3 46766 - 46771 46776 46781 46786 46791 *46796 47451 H40ALV-RN-L-31000
1" 1-1/4" 6" 9" .950 3 46801 = 46806 46811 46816 46821 46826 *46831 47466 H40ALV-RN-LX-31000
1" 1-1/4" 912" 12-1/2" 950 3 46836 - 46841 46846 46851 46856 46861 *46866 47481 H40ALV-RN-X-31000
TECHNICAL
KEY: ADOC = Axial Depth of Cut
CHIP LOAD CHART RDOC = Radial Depth of Cut (a.k.a. step over)
LOC = Length of Cut
SFM' Material 114" 318" 112" 5/g" 314" 1" AT e el |
S* |.0020-.0030 | .0040-.0050 | .0050-.0060 |.0060-.0080 | .0070-.0090 |.0080-.0100
TGIGWATTN HP [.0030-.0040 | .0050-.0060 |.0060-.0070 |.0080-.0100 | .0080-.0100 | .0090-.0110
1500-2500 60691’ B - 10040-0050 | 0060-0070 | 0070-0080 | .0090-0110 | 0100-0120] 0100-0120]  CONTOURING — Ball Nose
R~ e o T2 R hing  RDOG/ADOC 10% of diameter.
.0025-.0035 | .0045-.0055 | .0055-.0065 |.0070-.0090 | .0080-.0100 |.0090-.0110 Finishing — RDOC/ADOC 3% of diameter.
S* 1.0010-.0020 | .0030-.0040 |.0040-.0050 |.0040-.0060 | .0050-.0070 |.0070-.0090
800-2000 Cast HP |.0020-.0030 | .0040-.0050 | .0050-.0060 | .0060-.0080 | .0070-.0090 |.0100-.0120 [ FLOOR FINISHING - Wipers
(ORI LP |.0030-.0040 | .0050-.0060 |.0060-.0070 |.0070-.0090 |.0080-.0100 |.0120-.0140 RDOC = (Tool diameter -2R) x .8
F** .0015-.0025 | .0035-.0045 | .0045-.0055 |.0050-.0070 | .0060-.0080 |.0080-.0100 ADOC: 3-5% of diameter
T On smaller diameter tools, where proper SFW/RPM cannot be achieved, use hine RPM.

* When slotting 1x cutting diameter deep - Use 70% of maximum machine RPM.

** Feed rates reflect | part finishing p - may be required.

DEPTH OF CUT - CONFIGURATOR
AR Slotting (S) @ Heavy Profiling (HP) @ Light Profiling (LP) @ Finishing (F) @
bt il i ADOC = LOC ADOC = LOC ADOC = LOC
contained herein . . = = =
il &| <RegularLBS | Axial Depth upto 1 X Dia. RDOC = 30%- 40% of dia. | RDOC = 15% -20% of dia. | RDOC = 3%-5 of dia.
Bafainste 2 . _ ; ADOC = 40% of dia. ADOC = 75% of dia. ADOC = up to 1x dia.
I wiau u — = ADOC - 200 fd .
iR T = Medium LBS %o of dia RDOC = 25% of dia. RDOC = 10% of dia. RDOC = 3% of dia.

Note: It's good practice to utilize a lighter RDOC and heavier ADOC




