802323, 807323, 808323 (TIAIN)
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[m,.rﬁim @10 | 620 | 830 | @40 | 050 | 860 | o7.0 | 28.0 | 0100 | @120 | 0140 | @160 | 2180 |
-1.9 -29 -39 -4.9 59 69 -9 -9.9 -119 | -135 | <155 | 175 | -195 :
100
(100-120) o004 ( 06 | 013 | D14 0.15 D7 | 019 | 022 | 025 | D27 023 | 0. 033 | 0.35
95
(85-105) o4 | OO | 013 | O14 | 015 | 017 | 019 (D22 | 025 | 027 | 0259 ( 031 | D33 | D35
240
(180200} o4 | OS5 | 013 | O14 | O15 ) 017 | 019 (D22 | 025 | 027 | 0259 ( 031 | D33 | D35
120
(110-130) o4 | 016 | 013 | 014 | 015 | 017 | 019 (D22 | 025 | 027 | 0259 ( 031 | D33 | D35
» For 5xD drills reduce feed rate by 15%
» For diameters below 3 0mm reduce cutting speed by 40%
: ) i ) . _ v_~1000
Ve - cutfing speed (m/min) To calculate RPM from cutting speed: n= __c
mT+@

n - RPM (revimin)
fry - feed rate (mmirev)
@ - drill diameter (mm)

To calculate cutting speed from RPM: v, =_N*T*8

1000

All recommendations are based on ideal machining conditions. Adjustments may need to be made according to your set-up.

The recommendations for speeds, feeds and other parameters presented in this chart are noeminal recommendations and

should be considered only as good starting points.




