823323, 825323, 828323 (Inox)

fn (Mmfrew)
Material Vg
Group (mming 210 | @20 | @30 | 240 | ©50 | 6.0 | @70 | 260 | 210.0 | 8120 | 814.0 | 216.0 | 2158.0 0.0
' 49 | 29 | 39 | 49 | 59 | B9 | 78 | 99 | 119 | -135 | -155 | -17.5 | -195 | B

115
(105-125) 002 | 003 | D04 | 005 | 005 | OO06 | OOF | DB | 010 | 012 | 0415 | 020 | 022 | D24
105
(95-115) 002 | 003 | D04 | 005 | 005 | OO06 | OO7 | ODB | 010 | 012 | 0415 | 020 | 022 | O.24
[ﬁ:l:?-sm: po? | D03 | OD4 | 005 | 005 | OO6 | OOF | ODB | 010 | 012 | 046 | 020 | 022 | D24
[354_251 Doz | DO3 | OD3 | 0.03 | D.03 0.04 D05 | 0.DE | 008 010 | D12 0.15 | 017 D.19
H;-sﬁﬂl 0.01 002 | 0D.O3 | 004 | D.05 0.0& D.06 | D.O7 | 0.8 010 | 012 0.14 | D.16 | 0.18
40
(35.45) 001 | 002 | DO3 | 004 | 005 | OO6 | OO6 | OOF | 0O8 | 010 | 012 | 014 | 016 | D18
30
(25-35) 0Os | D05 | DD6 | 008 | 008 | 010D | D40 | D11 | 012 | 014 | 014 | 015 | 015 | D15
lﬂg-s-'lﬂl 003 | DO3 | OD4 | 0.08 | D.08 0.0& D.o8 D.09 | 0.10 D12 | 012 013 | 013 | D13
210
(200-220) D04 | DODB | 012 | 018 | D.20 025 028 | D30 | 040 | 050 | DGO 0.50 1.00 1.20
165
(155-175) 003 | 006 | D10 | 015 | 0418 | 025 | 028 | 030 | 035 | 040 | 050 | OG0 | OFD | D80

» For 8xD drills reduce feed rate by 15%

» For recommended coolant pressure refer to p.191

) ) - ) .. _ v =1000

Ve - cutting speed (m/min) To calculate RPM from cutling speed: n= __=¢

T+@

n - RPM (revimin)
fn - feed rate (mmirey)
@ - drill diameter (mm)

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

1000

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

The recommendations for speeds, feeds and other paramefers presented in this chart are nominal recommendations and

should be considered only as good starting points.




