Material v Llie ol
= 21.0 | 220 | 30 | 40 | 850 | ®6.0 | oF0 | 050 | @100 [ ®12.0 | @14.0 | ©16.0 | @18.0
Group {mfmin) 820.0
-1.9 -29 -3.9 -4.9 -5.9 -6.9 -9 -89 | 119 | -135 | -155 | -17.5 | -18.5 .
13'::25] - pO8 | D13 | 014 | 016 | 0168 | 0.20 | 022 | 026 | 032 | 036 | 040 | 045 | D47
[1;_;}' - 007 | O.08 | 010 | 015 | 018 | 021 D24 | D30 | 036 | 044 | D48 | 050 | 0.53
[1;3 a) - p0O3 | 004 | 006 | 003 | OD9 | D10 | 012 | 015 | 018 | 023 | 026 | 029 | D33
l303-?15I - DDO6 | O.OB | 010 | 013 | 015 | 047 | 020 | 025 | 030 | 033 | 035 | 040 | D40
I'-":-lf]:"ﬂl - p0g | D13 | 015 | 022 | 026 | 0.30 | 0.34 | 040 | OS50 | O55 | 062 | O7OD | D.YS
[33_?15’ - o0& | OO8 | 010 | 013 | 015 | 017 | 020 | 025 | 030 | 033 | 035 | 040 | D40

» For 810434 drills reduce feed rate by 15%

Ve - cutting speed (m/min) To calculate RPM from cutting speed: n = v, + 1000

n - RPM (revimin) T

fiy - feed rate (mmirev)

@ - drill diameter (mm) To calculate cutting speed from RPM; y =_N*T*2
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.




