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W - cutting speed (mimin}
m - RPM (revimin)

fz - feed rate (mm'tocth)

f - feed rate (mm'rev)

z - Mo of teeth

8y - axial depth of cut

a, - radial depth of cut

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

To calculate cutting speed from RPM: v =$
1000

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




