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• Improve the tool and workpiece stability.

• Change cutting speed.

• Increasing feed.

• Reduce the depth of cut.

• Choose a more easy-cutting chipbreaker.

• Select an insert with less nose radius.

• Reduce feedrate.

• Increase cutting speed.

• Use coolant.

• Improve the tool and workpiece stability.

• Choose a more easy-cutting chipbreaker.

• Select inserts with larger nose radius.

Vibrations Bad surface finish

Formulas and definitions

Troubleshooting

Vc = π x d x n / 1000

n = Vc x 1000 / π x d

vf = n x fn

π = 3,14

Vc = cutting speed (m/min)

n = speed (rpm)

fn = feed rate (mm/rev)

vf = feed rate (mm/min)

d = workpiece Ø

ap = cutting depth (mm)

Remarks

It is recommended to use cutting fluid when turning.  Insert holder with internal cooling 
channels can be used.

Use a tougher carbide grade with interrupted cut or face turning of large workpieces.

At higher Feed rate, lower the cutting speed.




