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RMCIZRPOSMOS | 17 | 30 | 85 | 50 | M8 | 15 | 12 | RPMT FC9505
I 4 I 4
RMC2IRPOSMI0 | 2L | 30 1 105 | 5L [0 | 15 | 15 | 0803M3 |S20068| 54 |[S300845) TO | 2
RMC26RPOSMIZ | 26 | 35 | 125 | 61 | M2 | 20 | 21 | RPMT FC9505 3
1S300845
RMC33RPOSMI6 | 33 | 35 | 17 | 63 | ms | 22 | 27 | ososm3 |08 54 7
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RMCI7RPOSSTI6 | 17 | 30 | 16 | 150 | RPMT FC9505
RMC2IRP0SST20 | 2L 135 [ 20 | 165 | ososmz | 13300645 | = o | 13008451 T9 2
RMC26RPOSST25 | 26 | 40 | 25 | 185 | RPMT FC9505 3
RMC33RP0SST32 | 33 1 50 | 32 | 210 | ososm3 | 5300845 | = o | 1S300845 | T9 —

ERUAIRG R

Recommended Cutting Conditions

Roughing #EA1T Semi-Finishing HjIT Finishing #&FINIT

THME B SIS | sz HHRE SIEe | e HHRE SIS | viaEE
Workpiece Material Speed Feed D.0.C Speed Feed D.0.C Speed Feed D.OC

Ve (m/min) | (mm/tooth) (mam) Ve (m/min) | (mm/tooch) (mm) Vc (m/min) | (mm/ tooth) (mm)
Unalloyed steels —fisl | 180 - 220 | 0.14 - 0.24] 2.0 - 4.0 | 220 - 260 | 0.12 - 0.18 | 0.8 - 2.0| 220 - 300 | 0.10 - 0.16 | 0.1 - 0.8
Alloyed steels 2488 | 70 - 110 |0.12 - 0.22] 2.0 - 40 | 100 - 150 | 0.10 - 0.16 |0.8 - 2.0| 100 - 195 | 0.08 - 0.14 | 0.1 - 0.8
Stainless steels  <3ES@ | 120 - 140 |0.10 - 0.15] 2.0 - 40 | 140 - 180 | 0.08 - 0.12 | 0.8 - 2.0| 180 - 230 | 0.08 - 0.10 | 0.1 - 0.8
Cast Irons S | 140 - 280 [0.12- 022] 20 - 40 | 180 - 300 | 0.10 - 0.16 | 0.8 - 2.0] 200 - 350 | 0.08 - 0.14 | 0.1 - 0.8
N°n'§gr?ﬁ%f§g#ﬁ o | 275 450|008 - 020| 20 - 40 | 400 - 750 | 0.08 - 0.1 |08 - 20/ 700 - 1000 | 0.06 - 012 |01 - 08
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