
Insert Description U.S. Patent #5,209,611

ADIN

Dual Edge
Negative Top Rake

ADIP

Dual Edge
Positive Top Rake

ADIS

Dual Edge
Positive Top Rake
5Deg Positive Axial Rake
Right Hand

ADIS

Dual Edge
Positive Top Rake
5Deg Positive Axial Rake
Left Hand
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Dual Edge Insert Rake Geometry

Negative Rake Insert Styles Positive Rake Insert Styles

ARM Tooling Dual Edge ARM Tooling Dual Edge
inserts are available with inserts are available with
a neutral top rake a dual positive top rake
geometry. When locked geometry. Both cutting
in the pocket, the cutting edges have positive ground
face of the insert top rakes. The first cutting
produces an effective edge produces a higher
negative rake cutting angle pocket orientation to the positive cutting action while the second trailing edge
centerline of the milling cutter body. Depending upon has a less positive rake face. This dual positive
the material specified and the rotational diameter of format reduces chip loading between the part and the
the cutter body, the effective negative rake angle will cutter body interface and can produce high quality
be from 5 degrees to 10 degrees. finishes similar to grinding. Depending upon the

material specified and the rotational diameter of the
ARM Tooling recommends the use of negative rake cutter body, the effective positive rake angle will be
Dual Edge inserts for heavy roughing of forgings, from 5 degrees to 10 degrees.
interrupted cuts where irregular shapes and slots
are encountered. ARM Tooling recommends the use of positive rake

Dual Edge inserts for producing extremely fine
The material to be milled will dictate the use of finishes when machining softer materials using
negative rake geometry. Cast Iron, Medium to Hard medium to light feed rates.
Alloy Steels as well as Tool Steels are best
machined with negative rake geometry. Negative rake Materials to be machined with the positive style
cutting edges are stronger and allow for heavier feed Dual Edge insert; most nonferrous metals, low to
rates which generally produces shorter cycle times. high carbon steels under 300 BHn as well as all

stainless steels and nickel based alloys.
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Milling Formulas

Symbol Chart
D = Depth of Cut
d = Diameter of Cutter
T = Number of Teeth in Cutter

W = Width of Cut (in inches)
K =

R.P.M. = Revolutions per Minute
S.F.M. = Surface Foot per Minute
F.P.R = Feed per Revolution (in inches)
I.P.M. = Feed (travel in inches per minute)
F.P.T. = Feed per Tooth (in inches)

Horsepower at the Cutter

How to Calculate R.P.M. How to Calculate S.F.M.

R.P.M. = (12 x S.F.M.) / (3.1416 x d) S.F.M. = (3.1416 x d x R.P.M.) / 12
or or

R.P.M. = (3.82 x S.F.M.) / d S.F.M. = .262 x d x R.P.M.

How to Calculate F.P.R. How to Calculate I.P.M.

F.P.R. = I.P.M. / R.P.M. I.P.M. = F.P.T. x T x R.P.M.

How to Calculate F.P.T.

F.P.T. = I.P.M. / (T x R.P.M.)

How to Calculate Number of Teeth How to Calculate Maximum Number of Teeth

T = I.P.M. / (F.P.T. x R.P.M.)
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Constant (cubic inches per minute per HPc)

HPc =

How to Calculate HPc

HPc = (D x W x I.P.M.) / K

T = (K x HPc) / (D x F.P.T. x W x R.P.M.)
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Request For Quotation

Company Name: Date Faxed:
Contact: Phone: (          )
Address: Extension Number:
City: State: Zip: Fax:

Objective: __ Increase Tool Life / Decrease Down Time
__ New Job __ Improve Surface Finish
__ Improve Part Quality __ Other ( Specify )
__ Dimensionally
__ Increase Productivity / Reduce Cycle Time

Machine Information: __ Vertical __ Horizontal
Type: R.P.M. Range:
__ New __ Used __ Manual __ CNC __ Dial I.P.M. / Feed Range:

S.F.M.:
Spindle Type: D.O.C.:
Max H.P. at Spindle: Tilt (Incline) Deg.:

Part Information: __ Cast __ Forged __ Die Cast __ Flame Cut __ Machined
__ Ground __ Annealed __ Normalized __ Heat Treated

Part Description:
Material Type: __ Manual Clamping __ Table Mounted Parts
Hardness: __ Hydraulic Clamping __ Tombstone Mounted Parts

Tool Information: Cutting Diameter:
No. of Cutters:
No. of Cuts:

Type of Operation: __ Milling __ Slotting __ Roughing No. of Teeth / Cutter:
__ Finishing __ Interrupted Cut __ Continuous Cut Effective Cutting Width:
__ General Purpose __ Non-Coolant __ RH Cut Bore Diameter:
__ LH Cut __ HSS Tool (s) __ Indexable Tool (s) Hub Diameter:
__ Carbide Tipped Tool (s) Hub Width:
Type: __ Coated __ Uncoated __ Carbide __ Ceramic
__ PCD __ Cermet __ CBN
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Condition, Age, Ect.:

Fixturing:

Bhn: Rc:

Keyway Height:
Keyway Width:
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