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e First choice for general purpose.
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e First choice for heavy roughing.
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Recommended Starting Feeds
Recommended Starting Feeds [mm] Light General Heavy
Machining Purpose Machining
Recommended Starting Feed per Tooth (Fz) in
[nSert Relation to % of Radial Engagement (ae) [nSert
Geometry 5% 10% 20% 30% 40-100% Geometry
.F..LDJ 0,13 | 0,37 | 064 | 0,10 | 0,27 | 046 | 0,07 | 0,20 | 0,35 | 0,06 | 0,18 | 0,30 | 0,06 | 0,16 | 0,28 .F..LDJ
.E..LD 0,15 | 0,48 | 0,81 0,11 0,35 | 0,58 0,08 | 0,26 | 0,43 0,07 0,23 | 0,38 0,07 0,21 0,35 .E..LD
S.GD 027 | 064 | 097 | 0,20 | 046 | 0,70 | 0,15 | 0,35 | 052 | 0,13 | 030 | 045 | 0,12 | 028 | 042 S.GD
.S.HD 0,27 | 0,68 1,10 0,20 | 0,49 | 0,79 0,15 0,37 | 0,59 0,13 0,32 | 0,51 0,12 0,29 0,47 .S.HD

NOTE: Use “Light Machining” values as starting feed rate.
Please see pages X22-X37 for recommended starting speeds.
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