101350, 101450 (2 Fute Extended Neck) SLOTTING

rEETL Size (mm)
EROUP HiE
01 nz2 03 04 0.5 0& 07 [1F:] ns 1.0 135 20
W [irmin} 15 30 45 5 BD a5 100 125 140 150 160 210
n 47770 | 47770 | 47770 | 51750 | S0955 | 50425 | 45405 | 40760 | 49540 | 47770 | 39215 | 233435
& 0001 | 0001 | 0002 ( D02 | OOO4 | 0005 | OW0OS | 0006 | 0007 | OOOE | OO | DODI2
f {rmimin) Bs b5 180 205 405 500 545 505 &30 T80 340 385
W [mémin} 15 30 40 55 T a5 a0 100 110 120 140 185
n 47770 | 47770 | 42460 | 43720 | 44580 | 45115 | 4DB45 | 39805 | 38020 ( 38215 | 29720 | 268270
£ 0001 | 0.001 | 0002 ( ODO2 | OOOD2 ( 0OO4 | OWOO5 | 0006 | 0007 | OOOB | OO | DD12
f (rmfmin) B85 a5 170 175 285 360 405 475 540 10 850 380
W [mémim} 12 25 40 50 &5 75 75 T5 BO 30 25 110
n 38215 | 32605 | 42460 | 39805 | 41400 | 38805 | 3120 | 23855 | 28305 | 25475 | 20170 | 17515
50-55
& 0001 | 0001 | 0001 ( D02 | OOOD2 ( QOO4 | QW05 | 00O5 | 0005 | QOO | Quwoe | DO12
f {rrmfming ] BD a5 155 245 315 40 205 40 355 360 420
W= (mimin} 10 20 30 40 50 55 al 65 &5 a5 50 20
n 31845 | 31845 | 31845 | 31845 | 31345 | 20190 | 27285 | 25675 | 23000 | 20700 | 106885 | 14330
f 0001 | 0001 | 0001 ( ODOM | O0OO2 ( 0003 | OWOO4 | 004 | 0005 | OODOS | QWOO7 ( D.O02
f {rmimin) i 1] &0 a0 &0 125 175 215 205 30 26 235 255
W= (mimin} 10 20 25 k1] 40 45 45 50 50 50 50 70
n 31845 | 31845 | 26530 | 23885 | 25475 | 23845 | 20470 | 19000 | 17800 | 15820 | 12735 | 11145
& 0001 | 0001 | 0001 ( ODOM | OOOD2 ( 0002 | OW0O3 | 0003 | 0004 | OODO4 | QW05 | D.OO7
f {rmimin) i 1] &0 50 45 100 a5 120 115 140 125 125 155
W= (mimin} 10 15 20 x5 30 40 40 40 40 40 50 1]
n 31845 | 23885 | 21230 | 19000 | 12105 | 21230 | 18185 | 150820 | 14150 | 12735 | 10615 | B550
B5-T0
f 0.0006 | 0.000C | 0.0008 | 0.0005 | O.0008 | 0.001 | Q02 | 0002 | 0.003 ( ODO3 | 0003 | 0003
f {rmimin) 35 25 25 il 30 40 70 &0 BS 75 50 55
< HRcB5 > HRcB5
DC DC
72 | " =
005x DCI “ 0.02x m:I i
Z %ﬂmﬁé
) . ) v, v 1000
v - cutting speed (m/min} To calculate RPM from cutting speed: n=
n - RPM (resimin} m @
fz - feed rate {rmitooth)
- feed rate (mm'rev)
z - Mo. of teeth To calculate cutting speed from RPM: v = N"T"@
a8y - aodal depth of cut 1000

a, - radial depth of cut

All recommendations are based on ideal machining conditions. Adjusiments 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.




101350, 101450 (2 Flute Extended Meck) SLOTTING
| e o
23 30 33 4.0 a0 6.0 B0 10.0 120 16.0 200
. (mfrmin) A5 5 20 210 245 245 245 245 245 245 245
n 215 21760 18105 16720 15005 13000 B750 TB00 &500 4875 3000
340 f: 0016 noig 0o 0.026 o3z 01034 0.047 0054 0uoa4 0.074 0.085
f {mmdmin} B35 i ] 40 BEA a5 a35 Bi5 8B40 230 70 880
W (mirmin) 185 185 165 185 195 185 185 185 180 185 185
n 21015 17515 15010 13135 | 12420 10350 TTED G210 5040 3480 IS
400 14 0016 0.02 003 ooz oox2 [ilisy) 0.046 0055 QU085 0.074 0,085
 {mmdmin} 670 TOO el TS Ta5 TES TiO 580 55 570 525
W (mfrmin) 110 hli] 110 110 130 130 120 130 130 120 130
n 14010 11675 10005 B7ER 8280 G200 57E 4140 450 i's il 20m
o058 f 0015 0018 0o 0.025 0.03 0035 0.043 0051 (L] 07 0,082
 {mmdmin} 420 420 420 435 485 480 445 420 405 380 135
W (mfrmin) 20 B0 el 100 100 100 100 100 100 100 100
n 11465 9580 B340 T9ED 385 e 1] 3980 385 2850 1900 1580
560 i3 o1 0.014 0018 0.018 n.ozz 0.0 0.032 0.038 0up45 0.053 0.061
 {mmdmin} 250 5 5 300 a0 5 255 240 235 210 180
W (mirmin) 0 T i a0 BD 80 a0 BD 80 a0 BD
n N5 7430 GE2D 6385 5005 4245 3185 2545 2120 1560 12m
E0-6s f 0.008 oon 0013 0015 D18 0021 0.026 0.03 [iTicry 0.042 0048
 {mmdmin} 180 160 175 180 180 175 165 150 1585 120 120
W (mfrmin) 1} &0 a0 i} T 70 70 T Ta 70 T
n To40 385 5480 4775 4455 Ima 27BE s 1855 1380 115
70 13 0.005 0.008 om 0012 oo14 ooty 2 0025 oo3 0.034 0033
 {mmdmin} K] 100 105 15 125 125 10 10 110 a5 BS
< HRcE5 oc > HRcE5 oo
y " | «
005 x D-CI ﬁ 4 002 x DC:I:
Gormonrent sz

W - cutting speed (m/min)
n - RPM (revimin)}

fz - feed rate (mm'tooth)
f - feed rate (mm'rev)

z - No. of testh

a8, - axial depth of cut

&, - radial depth of cut

To caleulate RPM from cutting speed: n=

w_ = 1000

mEa

To caleulate cutting speed from RPM: w, = DT 8

1000

All recommendations are based on ideal machining conditions. Adjustments may need fo be made
according fo your set-up. The recommendations for speeds, feeds and other parameters presented
im this chart are nominal recommendations and should be considered only as good starting points.




101350, 101450 (2 Fute Extended Meck) SIDE CUTTING

MATERLAL HARDHKESS Size I:rnm}l

ERouE Hne 1.0 15 20 25 3.0 35 4.0
v [mimin) 150 180 210 205 205 210 210

n 47770 38215 33435 26115 21760 19105 16720

-0 3 0.011 0.014 0.018 0.023 0.028 0.032 0.037

f(mmimin} | 1050 1070 1200 1200 1215 1220 1235
v [mimin) 120 140 185 165 185 165 165

n 38215 29720 26270 21015 17515 15010 13135

4050 & 0.011 0.015 0.018 0.023 0.028 0.033 0.038
£ (mmimin) B40 Ba0 205 65 B80 a0 205
Ve [miimin) 20 5 110 110 110 110 110

n 25475 20170 17515 14010 11675 10005 8755

5088 £ 0.0 0.013 0.017 0.021 0.028 0.031 0.036
£ (mmimin) 510 520 505 585 605 620 630
v [mimin) 85 B0 80 B0 80 85 100

n 20700 18885 14330 11485 8550 8640 7960

e 3 0.008 0.0 0.013 0.018 0.018 0.023 D.027
£ (mmJmin) 330 340 370 365 360 305 430
v [mimin) 50 BO 70 70 70 75 80

n 15020 12735 11145 8015 7430 520 6385

eo-es 3 0.008 0.008 0.0 0.012 0.015 0.018 0021
£ (mmimin) 190 200 220 210 230 245 265
Ve [mrin) 40 50 BO BO BO BO BO

n 12735 10615 8550 7640 6385 5480 4775

£ £ 0.005 0.008 0.008 0.0 0.012 0.014 0017
£ (mmimin) 125 125 150 150 150 150 160

LDID{[:
7 003x0C

v Side cufting is not recommended for tools below 1.0mm.

V. - cuttimg speed (m/min) To calculate RPM from cutting speed: n = ve * 1000
n - RPM {revimim} mea

fz - feed rate {mm/tooth)

f - fieed rate (mmirev)

z - Mo. of testh To calculate cutting speed from RPM:; v = N"T"2
a8 - axial depth of cut ~ 1000

a, - radial depth of cut

All recommendations are based on ideal machining condiions. 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.




101350, 101450 (2 Flute Extended Neck) SIDE CUTTING

MATERLAL HARDMNEEE Size [ITIITI}
sRauE Hme 50 60 80 10.0 12.0 16.0 20.0
e (mimin) 245 245 245 245 245 245 245
2040 n 15605 13000 9750 7800 B500 4875 3000
f 0.045 0.052 0.067 0.077 0.08 0107 0122
fimmimin) | 1430 1350 1305 1200 170 1040 850
e (mifmin) 105 185 125 125 190 185 125
n 12420 10350 7780 210 5040 3880 3105
4090 # 0.045 0.053 0.086 0.078 008z 0.108 0121
Fimmimin) | 1140 1095 1025 ge0 825 825 750
e (mmin) 130 130 130 130 130 130 130
n 8280 BEOD 5175 4140 3450 2585 2070
2088 i 0.043 0.05 0.061 0.072 0.084 0.1 0.116
f [meimin) 710 Ba0 820 585 520 515 480
e (mimin) 100 100 100 100 100 100 100
n B3ES 5305 3080 3185 2850 1900 1590
550 £, 0.032 0.038 0.046 0.053 0.064 0.075 0.086
f (memiimin) 405 400 385 335 340 205 270
e (mimin) 80 B0 80 80 B0 80 80
n 5085 4245 3185 2545 2120 1560 1270
5063 f 0.025 0.03 0.037 0.043 0.052 0.058 0.067
f (memiimin) 255 255 235 215 220 185 170
e (mimin) 70 70 70 70 70 70 70
n 4455 3715 2785 2225 1855 1300 1115
&0 £, D.021 0.025 0.03 0.033 0.043 D.05 0.056
f (memimin) 185 185 165 145 160 135 125

10x DCI
0,032 x DC

¢ Side cutting is not recommended for tools below 1.0mm.

v - cutting speed (n'min)

n - RPM (revimin}

fz - feed rate (mmtooth)

f - feed rate (mmirev)
z - Mo. of testh

a, - axial depth of cut

&, - radial depth of cut

. v, » 1000
Ta calculate RPM from cutting speed: n =

mEa

To calculate cuiting speed from RPM: v = T @
1000

All recommendations are based on ideal machining conditions. Adjustments may need io be made
according to your set-up. The recommendations for speeds, feeds and other parameters presented
im this chart are nominal recommendations and should be considered only as good staring points.




