197303 (2 Flute Drll Mill) s .=  CHAMFERING
MATERIAL | e Size (mm)
3.0 4.0 a0 ED B.0 10.0 12.0 160 200
v {mimin) a5 40 40 40 40 40 40 a 45
n 3500 2000 2400 2000 1540 1300 1100 050 750
<% £ 0.023 0027 0035 0.043 0.058 0.073 0.081 0105 0.140
 (mmémin) 180 160 170 170 180 180 ] 200 210
w(mmin) | 30 20 el kY ] 35 5 P 40
n 2000 2500 2000 1600 1200 1100 200 700 600
3040 e 0.o23 0.023 0.5 0044 0.08 0.066 01083 0114 01x3
fmmémin) | 140 140 14D 140 145 145 150 160 180
w(mmn) | 25 25 30 25 25 25 k' 15 35
n 2400 2000 1780 1400 1000 &M 730 550 530
i 0.021 0.025 0.03 0.033 0.55 0.063 0.07g 0.109 0.123
 (mmémin) 100 100 105 105 10 10 115 120 130
v (mmin) | 105 15 110 105 10 125 130 5 140
n 11000 8000 £900 5600 4400 4000 3500 2750 2200
1A D.025 0.032 0.045 0057 0ors 0.085 01 0135 0TS
f fmmémin) | 550 580 620 B840 630 680 700 40 770
W (mimin) 25 25 0 il 25 25 an 15 a5
n 2400 2000 1780 1400 1000 &M 730 550 530
E 0.021 0.025 0.03 0.033 .55 0.063 0.078 0.109 0.123
 (mmémin) 100 100 105 105 10 10 115 120 130

W - cutting speed (m/min)
n - RPM (rew/min)

fz - feed rate (mmficoth)
f - feed rate (mmdrev)

z - Mo of teeth

ap - axial depth of cut

a, - radial depth of cut

v_« 1000
To calculate RPM from cutting speed: n=__°©
Tra

To caleulate cutting speed fram RPM: v, =$
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 ¢hart are nominal recommendations and should be considered only as good starting points.




197303 (2 Flute Drll Mill) —_— ﬁ CHAMFERIMG & PROFILING
Size (mm)
30 40 A 6.0 6.0 10.0 12.0 150 200
v (mimin}} a5 40 40 40 40 40 40 45 45
n 00 200 2500 2000 1540 1300 1100 Boa 00
fr 0008 0 D3 0.oa 0ul24 0031 D.041 005 0084
f {mm/min) a5 ] 5 70 75 BO en a0 a0
v (mimin}} 0 25 35 35 s 40 40 40 40
n 3300 2800 2200 1300 1300 1200 1000 T 600
fx 0.008 0.008 0.013 0.Mm7 0025 0.027 0.035 0.045 0.058
f {mm/min]) 50 50 ] il 65 B85 70 70 70
v (mimin} 25 25 30 25 an 30 30 ] 30
n 2400 2000 1760 1400 1100 1000 B40 660 440
fx 0.008 0.m 0.013 0.8 0025 0.028 0.036 0.045 0.088
f {mm/min]) 40 40 45 50 &5 ] i a0 aa
v (mfmin} 130 150 150 145 145 160 185 165 185
n 14000 12000 9500 7700 5E00 5100 4400 3300 40
fa 0.008 0 nDma 0.og 0.03 ooy D.045 005 0084
f {mm/min) 230 240 25] 300 350 280 400 a0 40
v, {rmimin} 25 25 30 25 a0 30 30 35 30
n 2400 2000 1760 1400 1100 1000 840 660 440
fr 0.008 0.0 D013 0.013 0025 0028 0.036 0.045 0.088
f {rmm/min) 40 40 45 50 il 55 &0 i 1] a1}

j

V. - cufting speed (mfmin)
n - RPM (rev/min)

fz - feed rate (mmytooth)
f - feed rate (mmirev)

Z - Mo. of teeth

ap - axial depth of cut

a, - radial depth of cut

v = 1000
To calculate RPM from cutting speed: n=__°

LI

To calculate cutiing speed from RPM: v_= nrmre
1000

All recommendations are based on ideal machining conditions. Adjustments may need to be made
according o 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.




197303 (2 Flute Drill Milly

=3 VGROOVING

JATERIAL e Size (mm)
an 410 a0 ED B0 10.0 12.0 160 200
Ve {(mimin 40 40 40 40 40 40 40 45 45
n 4000 3300 2500 2000 1540 1300 1000 200 700
=30 £ 0.004 0.005 0.008 0003 o.on 0ma .o 2 0.oze
f (mmdmin) 30 30 30 a 35 35 40 40 40
Ve {(mimin 30 35 35 35 ] 40 40 40 40
n 3300 2300 2200 1800 1300 1200 1000 7 a00
040 i 0.004 0.004 00065 0.004 o013 0ms ome (1]1r:<] 0.0z
f (mmdmin) 25 25 25 a ] 35 35 k] 35
Ve {mimin 25 25 30 x 30 30 il 35 an
n 2400 2000 1780 1400 1100 1000 B40 860 440
fr 0.004 0.005 0,006 0.007 0.o0 001 0oz 019 0.028
f (mmdmin) 20 i | 0 | 20 0 m 25 25
W {mirmin 130 150 150 145 145 1% 165 168 185
n 14000 11300 8500 Ti0a 5B00 5000 4400 3300 2600
i 0.008 00 0013 0018 oozz 0.026 0.03 0 0052
f (mmdmin) i) 230 240 250 0 260 260 I 270
W {mimin) 25 25 30 » 30 30 i an
n 2400 2000 1760 1400 1100 1000 B40 il 240
f 0.004 0.005 0.008 0007 o.oo2 oot 002 0o1g 0.028
f (mmdmin) 20 i | 20 xn L il i 25 25

Vi - cutting speed (mfmin)
n - RPM (rewv/min)

fz - feed rate (mmftooth)

f - fieed rate (mmirev)

z - Mo. of teeth

ap - axial depth of cut

a, - radial depth of cut

v = 1000
To calculate RPM from cutting speed: n=__°
T

To caleulate cutting speed from RPM: v, =$
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.




