140323, 142323 (4 Flute, Comer Radius) (i iR

Size (mm)
20 o 4.0 al 60 11 100 120
Ve {rfmin) 60 70 BO 85 a0 4] 85 90
n BESD TE00 50 5350 4750 3550 750 2350
fa 0.006 0.0oe D.ote 0.024 0.029 0.3 0.047 0.047
f {rremimin 240 270 480 510 560 605 520 440
Ve {rfmin) 40 45 50 50 55 55 55 55
n 6450 4750 3850 3200 250 2150 1700 1450
fa 0.006 0.0 D.018 0.024 0031 0.038 0.0348 0.037
f {rmmimiin} 145 170 300 305 350 a5 255 215
v (mfmin) 35 35 40 40 45 45 45 45
n 5350 3gs0 3300 2700 2400 1800 1450 1150
fa 0.006 0.0 D.018 0.024 0029 0.2 0.044 0.045
f {rmmimiin} 120 145 240 255 280 300 255 205
., (rmfmin) a0 55 60 55 55 55 a0 55
n 0350 6050 4600 3650 250 X200 1850 1450
fa 007 01026 0.035 0.044 0.085 D.0a2 0.116 0.155
f {Frmimin 340 640 640 40 T 815 360 200
v, (mfmin} 105 105 110 105 105 10 105 105
n 18500 11000 3800 GEOD 5700 4400 300 2850
fa 0.016 0024 n.o2e 0.038 0.043 0.063 0.081 0.09d
f {rremimin) 1025 1085 1025 1025 1100 1100 1100 1100
v, (mfmin} 140 145 140 145 145 145 145 140
n 2000 15400 11000 o150 7800 5700 4500 3750
fe 0015 0z 002 0.038 0.047 0.063 0.078 0.085
f {rmmimiin} 1330 1320 1320 1330 1430 1430 1430 1430
STEEL, STAIMLESS STEEL CAST IRON, COPPER, ALUMINIUM
10x D:]: 15xD
0.5xD 05xD

I The feed rate for long and long reach tools should be reduced by up to 50%

L
V. - cutting speed (m/min) To calculate RPM from cutting speed: n= Y. » 1000
n - RPM (rev/min) mEe
fz - feed rate (mmitooth)
f - feed rate (mmirev)
z - Mo, of testh To calculate cutting speed from RFM: v_ =$
a, - axial depth of cut 1000

a, - radial depth of cut

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 showld be considered only as good starting points.




