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pilothole Dia | procces Helical | Spindle Speed Feed Spindle Spead Fead SpindleSpeed Feed Spindle Seed Feed

mm mm min?  |[mm/min] min?  [mm/min] min? | mm/min] min? | mmdmin
S0.1 [ 0.066 | 0.025 0.075 | ROD17%% | 20000 5 | 20,000 5 | 20,000 5 | 20,000 5

— 502 |0.14 0.05 )]i5) RO.035%% | 20,000 5 | 20,000 5 | 20,000 5 | 20,000 5
503 0.2 0.08 0.23 RO.061* | 20,000 5 20,000 5 | 20,000 5 | 20,000 5

504 | 028 0.1 @32 RO.O70 18000 5 |18,000 5 | 18000 5 | 18000 5

— 505 | 035 D25 0.4 RO.088 15,000 10 | 15,000 10 | 15,000 10| 15,000 10
506 | 043 015 0.48 RO.110 12,000 10 [ 12,000 10 | 12,000 101 12,000 10

50.8 | 0.58 B2 064 RO.130 10,000 20 110,000 20 110,000 20 110,000 20

I $1.0 |0.73 B 08 RO.155 7,000 50 7.000 50 7,000 50 7.000 50

51.2 |0.93 0.25 1 RO.155 6,000 80 6,000 80 6,000 80 6,000 80

$1.4 |1.08 L ks RO.190 5,000] 100 5,000 100 5000] 100 5000( 100
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41 Radial depth of cut may be divided into multiple cutting appreaches by condition of spindle runout and machine
# 2 Radial depth of cut must be divided intomultiple cutting approaches for the sizes, 50.1, 50.2, and 50.3

¥ Adjust process helical final value based on measured actual Diz of the tool if possible

X Care differences of actual pilct hole Dia. caused by runout of 2 pilot drill 2nd rotation

¥ Process Helical 15 2 circular rachius value of actual tool movernent when helical process by MMTS

¥ Add zero-cut process in case completed thread left deflection angle.

¥ Tool averhang to be as short as possible

3 Extra care of handling when tool setting 2and measuring

¥ Choose appropriate coolant foreach working material

¥ Care with cutting chip removal
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