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¢ END MILL WITH CORNER RADIUS & SPECIAL ON REQUEST.
* PRICES ARE SUBJECT TO REVISION WITHOUT ANY NOTICE.
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MIRANDA TOOLS

SUGGESTED SPEED AND FEED DATA FOR SOLID CARBIDE ENDMILLS

Application : Slotting / Key way machining

Material Carbon steel , Alloy Stesl | Carbon steel , Alloy Stesl | Stalnless Steel and Super alloys Cast Iron
HRc = HRc 28 HRc 28 - HRc 45

Diameter T I N T R 7 ML T

6369 0.03 0.024
0.045 0.036
0.06 0.048
0.075 0.06
0.09 0.072
0.12 0.098
0.15 012
0.18 0.144
0.21 0.168
0.24 0.192
0.27 0.216
0.3 0.24

® Reduce feed rate by around 30% in case of long types e Increase speed and feed rate by around 25% in case of coated endmills

Application : End milling

Material Carbon steel , Alloy Steel | Carbon steel , Alloy Steel | Stalnless Steel and Super alloys Grey Cast Iron
HRe = HRc 28 HRc 28 - HRc 45

Diameter [ren L eeiioon | rew L ceeincen | rom T_resdioon | mrw T ooiioon

56369 0.04 6369 0.03 0.024
4777 0.06 4777 0.045 0.036
3981 0.08 3981 0.06 0.048
31856 0.1 31856 0.0756 0.06

2654 0.12 2654 0.09 0.072
1990 0.18 1990 0.12 0.096
1911 0.2 0.15 0.12

1592 0.24 1582 0.18 0.144
1366 0.28 0.21 0.168
1383 0.32 0.24 0.182
1238 0.36 027 0.216
1115 0.4 0.3 0.24

SUGGESTED SPEED AND FEED DATA FOR SOLID CARBIDE DRILLS

Application : Drilling

Material Carbon steel , Alloy Steel | Carbon steel , Alloy Steel | Stainless Steel and Super alloys Cast Iron
< HRc 28 HRc 28 - HRc 45

[ Rem [ mmrev | oM | mmirev | mem | meirer | Rem

5100 0.04 5100 0.03 48900 0.02 5100
4246 0.045 4246 0.036 4246 0.03 4246
3583 0.06 0.048 3583 0.04 3583
0.075 0.06 2866 0.05 2866
0.09 0.072 0.06
.12 0.096 0.08
0156 0.12 0.10
0.18 0.144 0.12
o.21 0.168 0.14
0.24 0.192 0.16
0.27 0.216 0.18
0.3 0.24 0.2

® Increase speed and feed rate by around 25% in case of coated endmills
® Reduce feed rate by around 30% in case of long types
® Increase speed and feed rate by around 25% in case of coated Drills

leal F
Cutting speed. = § XDiaof Tool X RPM) / 1000
Feed in mm per revolution. =  feed in mm per tooth X ne. of flutes
Feed in mm per min. = RPM X feed in mm per revolution.
Cutting time. = Cutiing length / feed in mm per min
Split Point Geometry




