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Case Study 7792VXP06
Part: Die
Tool: Modular head - 7792VXP06SA016Z2R25

High density (Tungsten) Shank – M-13-M8-CA16-130
Length of reach 7 x diameter

Insert: XPLT060308ER-D41 X500
Material: Alloyed Steel, Z16CND1702
Operation: Slotting/pocketing operation

Results: COMPETITOR STELLRAM
Speed: 110 m/min (360 sfm) 110 m/min (360 sfm)
N (rpm) 2150 2150
Feed rate: 438 mm/min (17.2 ipm) 1505mm/min (59.3 ipm)
Feed per tooth 0.10mm/Z (0.004 ipt) 0.35mm/Z (0.014 ipt)
DOC (ap) 0.75mm (0.029Ž) 0.5mm (0.020Ž)
WOC (ae) 14.5mm (0.571Ž) 14.5mm (0.571Ž)
MR 5cm3 / min (0.3in3 / min) 11cm3 / min (0.67in3 / min)
Results: 11 slots with low material removal 12 slots per edge with higher

material removal

Technical Information

Case Study 7792VXD09
Part: Stand
Tool: 7792VXD09WA032Z3R
Insert: XDLT090408ER-D41 SP6564
Material: Stainless Steel 304L
Operation: Facing operation

Results: COMPETITOR STELLRAM
Speed: 100m/min (328 sfm) 150 m/min (492 sfm)
N (rpm) 995 1492
Feed rate: 750mm/min (29.5 ipm) 2686mm/min (59.3 ipm)
Feed per tooth 0.25mm/Z (0.010 ipt) 0.6mm/Z (0.024 ipt)
DOC (ap) 0.4mm (0.015•) 0.7mm (0.028Ž)
WOC (ae) 15.0mm (0.591Ž) 15.0mm (0.591Ž)
MR 4cm3 / min (0.24in3 / min) 28cm3 / min (1.7.in3 / min)
Results: 20 parts 20 parts (3 times faster than 

Competitor•s button cutter)

Case Study 7792VXD12
Part: Lube valve
Tool: 7792VXD12A063Z5R
Insert: XDLT120508ER-D41 X500
Material: Allvac® 718.
Operation: Facing operation

Results: COMPETITOR STELLRAM
Speed: 40 m/min (131.2 sfm) 30 m/min (98.4 sfm)
N (rpm) 202 152
Feed rate: 182mm/min (7.16 ipm) 606mm/min (23.8 ipm)
Feed per tooth 0.15mm/Z (0.006 ipt) 0.8mm/Z (0.031 ipt)
DOC (ap) 2.0mm (0.08Ž) 1.0mm  (0.04Ž)
WOC (ae) 63.0mm (2.48Ž) 63.0mm (2.48Ž)
MR 23cm3 / min (1.4in3 / min) 38cm3 / min (2.31.in3 / min)
Results: 1 part 3 parts (3 times longer tool life than 

Competitor•s 45° cutter -7792VXD12 
had a higher material removal)                          
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Application Advantages

The advantages of facemilling and producing cavities with Stellram’s high feed face mill are numerous.
The unique design of the insert, approach angle and the cutter body ensure the cutting forces are predominantly
directed in the axial direction. The example shown with a round insert tool shows complex forces which result in high
levels of vibration and damage to the cutting edge.

7792VX

• Constant cutting section (chip volume)
irrespective of position in cavity.

• Producing a close to profile side wall.

• Near-square side walls possible.

Centre clearance Side wall

7792VX

• Cutting forces predominantly axial

• Relationship between cutting edge and work piece
is at its most stable. 

• Results in high feed rates and consistent tool life.

Round Insert Tools

• Tangential forces act around the radius

• Leads to vibration and damage of the cutting edge 

• Leads to reduced feed and lower productivity

The 7792VX machines with a constant volume of chip throughout all aspects of producing cavities and produces a
side wall that is close to profile.
Round insert tools have increasing chip volume through the process.

Round insert

• Greater surface contact.

• Increased chip section for side
wall machining.

• Vibration in corners.

• Undulating side wall cusps.

CNC Programme - Corner Radius Definition

The use of common CAD / CAM systems requires a round insert dimension to be known for cavity machining. This is
available with the Stellram 7792VX cutter as shown below and in the reference table.

r
l

Insert Dimensions (mm)

Designation r l

XP**060308*** 1.37 0.40

XD**090408*** 2.01 0.78

XD**120508*** 2.50 1.02


