130320 (4 Flute Taper, 25° Helix, Rib Processing, Ball Hose) e

MATERIAL | HARDMEED Size (mm)
sRawE o 10 12 15 20
3, (mm) 0.03 0.037 0.045 0.06
W, (mnimin) &5 a0 80 &5
n 20000 16000 13000 10000
% 0.009 0.011 0.013 0.018
{rmrmming Too Too 700 TOO
3, (mm] 0.025 0.032 0.04 0.05
W: {M/min) 45 50 45 50
n 15000 13000 10000 2000
& 0.008 0.01 0.3 0.016
F{rrmfminj 500 500 500 R00
a, (mmi} 0015 D.018 0.022 0.03
Ve (mimin) 30 ao 30 30
n 10000 8000 Ba00 5000
i 0.0o08 0.008 0.012 0.015
F{mm/minj) 200 300 o0 300
a, () 0.03 0.037 0.045 0.06
Ve (mimin} [537] a0 80 &5
n 20000 16000 13000 10000
% 0.009 0.01 0.3 o018
F{rormfminj 700 Too 700 TOO

1
T %

» The data shown is based on medial length tools. Please adjust machining conditions according to length.

v = 1000
W - cutting speed (m/min) To calculate RPM from cutting speed: n=__°
n - RPM (revimin) T3
fz - feed rate (mmitooth)
f - feed rate (mm'rev)
z - No. of teeth To caleulate cutting speed from RPM: v_= Memes
8, - axial depth of cut 1000

a8, - radial depth of cut

All recommendations are based on ideal machiming conditions. Adjustments may need io 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.




