frn (mmrev)
Material Ve
Group {mimin) | @10 | e20 | @30 | e40 | @50 | @60 | o7.0 | @80 | 8100 | 0120 | @140 | 2160 | 0180 | o
' -19 =249 -39 43 -5.9 £9 -9 -89 18 | 135 | -155 | 175 | -19.5 | =&
[252_';5’ 0.010 | 0.025 | 0.050 | 0.055 | 0063 | 0.0B0 | 0,100 | 0130 | 0145 | 0160 | 0180 | 0.200 | 0230 | 0.240
[1;301 0.009 | 0.020 | 0.045 | 0.050 | D.0G0 | 0.O75 | D095 | 0125 | 0.140 | D150 | 0170 | 0.290 | 0220 | 0.230
{ﬁfm] 0.010 | 0.025 | 0.050 | 0.055 | D03 | 0.080 | 0100 | 0130 | 0.145 | D160 | 0180 | 0.200 | D.230 | 0.240
{BEI]} 0.010 | 0.025 | 0.050 | 0.055 | D.OS3 | 0080 | D100 | 0130 | 0.145 | D160 | 0150 | 0.200 | D.230 | 0.240
{fﬁ} 008 | 0.020 | 0.025 | 0.031 | D038 | 0.045 | DUDS0 | 0.O7S | 0.090 | 0100 | 00110 | 0120 | 0130 | 0.140
[Il:]mlﬁ} 0.020 | 0.038 | 0.063 | 0.070 | DOVE | 0120 | 0160 | D180 | 0.200 | D225 | 0250 | 0275 | 0.300 | 0.325
“;30} 0.010 | 0.025 | 0.050 | 0.055 | D063 | 0.080 | 0100 | 0130 | 0.145 | D160 | 01580 | 0.200 | D.230 | 0.240
: , i : . _ wv_~1000
Ve - cutling speed (mfmin) To calculate RPM from cutting speed: n= __=
n - RPM (rew/min) mea
fn - feed rate (mm/rev)
@ - drill diameter (mm) To calculate cutting speed from RPM: y_ =_N*T7* 0
1000

All recommendations are hased on ideal machining conditions. Adjusiments may need to be made according fo 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.



