PCD Slot Drills (2-flute) - Metric - Long Length - Coolant Fed 3

for aluminum and composites
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4.000 + 0,02 6.000 70.00 6.00 6.40 0.10 2 4.000 9054930040000
5.000 + 0,02 6.000 70.00 8.00 8.40 0.10 2 5.000 9054930050000
6.000 + 0,02 6.000 75.00 8.00 21.00 0.10 2 6.000 9054930060000
8.000 + 0,02 8.000 100.00 8.00 27.00 0.10 2 8.000 9054930080000
8.000 + 0,02 8.000 100.00 12.00 27.00 0.10 2 8.001 9054930080010
10.000 + 0,02 10.000 100.00 8.00 32.00 0.10 2 10.000 9054930100000
10.000 + 0,02 10.000 100.00 16.00 32.00 0.10 2 10.001 9054930100010
12.000 + 0,02 12.000 100.00 8.00 38.00 0.10 2 12.000 9054930120000
12.000 + 0,02 12.000 100.00 16.00 38.00 0.10 2 12.001 9054930120010
14.000 + 0,02 14.000 100.00 8.00 38.00 0.10 2 14.000 9054930140000
14.000 + 0,02 14.000 100.00 16.00 38.00 0.10 2 14.001 9054930140010
16.000 + 0,02 16.000 150.00 12.00 52.00 0.10 2 16.000 9054930160000
16.000 + 0,02 16.000 150.00 20.00 52.00 0.10 2 16.001 9054930160010
18.000 + 0,02 18.000 125.00 12.00 52.00 0.10 2 18.000 9054930180000
18.000 + 0,02 18.000 125.00 20.00 52.00 0.10 2 18.001 9054930180010
18.000 + 0,02 18.000 150.00 20.00 52.00 0.10 2 18.002 9054930180020
18.000 + 0,02 18.000 150.00 12.00 52.00 0.10 2 18.003 9054930180030
20.000 + 0,02 20.000 150.00 12.00 50.00 0.10 2 20.000 9054930200000
20.000 + 0,02 20.000 150.00 20.00 50.00 0.10 2 20.001 9054930200010

Cutting values: Slotting*, HPC-roughing and copy milling

N up to 7% Si = = = = = = = = = =
Aluminium up to 17% Si 0.5xd 1xd 220 002 003 004 005 006 007 0.09
q up to 8 um
Graphite orain size 1.5xd 1xd 350 004 006 008 0.1 012 015 0.18
Composites over 50% 1xd 1xd 200 0015 003 004 005 006 008 0.09

fiber content

* peripheral cooling “Guhrojet” is recommended for optimal chip evacuation and tool life, for graphite and Kevlar-machining air cooling
** at lower feed width the cutting speed vc and feed rate fz can be increased by 30%
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