843303, 845303, 648303 (Alu-XP)

-_ky

e Il N, i,

fry (Mmnrev)
Material Ve
Group frrimin) 210 | 820 | 830 | 240 | 850 | @60 | 70 | 850 | @100 | 2120 | 214.0 | 216.0 | 2180 2700
' -1.9 -29 -3.9 -4.9 -5.9 -6.9 -T.9 -9.9 -119 | -135 | -155 | -175 | -195 :
140
(80-200) - - 020 | 030 (040 | OS50 | OSSO | OG0 | OGO | O.FO | OVD | D8O | D50 | 1.00
140 015 | 0220 | 025 | 030 D30 | 035 | D35 | 040 | 040 040 | D40 | 04D
(B0-200) B ) : - - - - - - - - -
» For 8xD drills reduce feed rate by 15%
» For recommended coolant pressure refer to p.191
: ) i : . _ wv_~1000
Ve - cutling speed (mfmin) To calculate RPM from cutting speed: n= __«c
T+@

n - RPEM (rev/min)
fn - 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 nominal recommendations and

should be considered only as good starting points.




