fry (mmirev)

Material Ve
Group (rimin) 810 | @20 | @30 | @40 | 850 | @60 | @70 | @50 | @100 | 2120 | 8140 | @160 | 8130 20.0
' 49 | 29| 39 | 49 | 59 | 69 | 78 | @8 | -119 | -135|-155 | <175 | -195 | @
=t D02 ( 0D6 | 008 | 011 | 011 | 013 | D15 | 018 | 022 | D22 - - - -
23 002 | 0O | 008 | 010 | 010 | 012 | D44 | 015 | 018 | 0.20
23
(20-25) p02 | 0D6 | 008 | 090 | 010 | 012 | D14 | D15 | 018 | 020 = = = =
23
(20-25) po2 | 0D6 | 0O8 | 009 | 010 | 012 | 014 | D15 | 018 | 020 = = - -
a0
0.02 | DDE | 010 0.11 0.12 | 0.14 D16 | D18 | 023 | D.23 - - - -
(B5-95)
) o ) . _ v +1000
Ve - cutting speed (m/min) To calculate RPM from cutting speed: n= __=
m+d

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

To calculate cuiting speed from RPM; v_=_N*T*8

1000

All recommendations are basad 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 considerad only as good starting points.




