Machining Values

Machining Values for High Performance Reamers MR

Material Application data

ve [m/min.]

Steel < 700 N/mm? f [mm/rev.]
Allowance a [mm]

vec [m/min.]

Steel 700-900 N/mm? f [mm/rev.]
Allowance a [mm]

ve [m/min.]

Steel 900-1,200 N/mm? f [mm/rev.]
Allowance a [mm]

Stainless and corrosion- /i
M4 ) f [mm/rev.]
resistant steels < 700 N/mm2 *

Allowance a [mm]

Stainless and corrosion- vC [m/min.]

Mo ) f [mm/rev.]

resistant steels > 700 N/mm2 *

Allowance a [mm]

vec [m/min.]

Grey cast iron (GG) f [mm/rev.]
Allowance a [mm]

Spheroidal graphite cast iron ve [m/min ]

10 GGG50 f [mm/rev.]
(Upto ) Allowance a [mm]

Spheroidal graphite cast iron i

66650 f [mm/rev.]
> ) Allowance a [mm]

ve [m/min.]

Cu-/Zn-/Mg-alloys f [mm/rev.]
Allowance a [mm]

Aluminium alloys il

Si <7 %) f [mm/rev.]
€ ° Allowance a [mm]

Aluminium alloys ve [m/min.

Si> 7 %) f [mm/rev.]
( ° Allowance a [mm]

ve [m/min.]

Plastics f [mm/rev.]
Allowance a [mm]

ve [m/min.]

S Titanium * f [mm/rev.]
Allowance a [mm]

Hardened materials il

f [mm/rev.]

< 63 HRC*

Allowance a [mm]

*With special blade geometry and coating.
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8.00-9.70
z=4

0.40
0.20

0.40
0.20

0.40
0.20

0.30
0.10

0.30
0.10

0.60
0.20

0.60
0.20

0.60
0.20

0.20
0.20

0.20
0.20

0.20
0.20

0.25
0.20

0.06
0.10

0.06
0.10

9.70-16.00
z=6

1.00
0.20

1.00
0.20

1.00
0.20

0.40
0.20

0.40
0.20

1.50
0.20

1.50
0.20

1.50
0.20

0.40
0.20

0.40
0.20

0.40
0.20

0.40
0.20

0.20
0.15

0.15
0.15

o [mm]

150

120

130

40

30

110

120

90

50

50

30

40

15

10

16.00-30.00
z=6

1.50
0.30

1.50
0.30

1.50
0.30

0.50
0.20

0.50
0.20

1.80
0.30

1.80
0.30

1.80
0.30

0.50
0.30

0.50
0.30

0.50
0.30

0.50
0.30

0.25
0.20

0.20
0.20

30.00-40.00
z=8

2.00
0.30

2.00
0.30

2.00
0.30

1.20
0.30

1.20
0.30

2.50
0.30

2.50
0.30

2.50
0.30

0.60
0.30

0.60
0.30

0.60
0.30

0.60
0.30

0.30
0.20

0.25
0.20

Cutting material

Cermet

Cermet

Carbide + BSP-
Coating

Carbide +
Coating

Carbide +
Coating

Carbide + BSP-
Coating

Cermet

Carbide + BSP-
Coating

Carbide

Carbide

Carbide

Carbide

Carbide +
Coating

Carbide +
Coating



BECK

MAPAL GROUP
Machining Values for High Performance Reamers RR
o [mm]
Material Application data Cutting material
<5.00mm 5.00-6.20 6.20-8.00 8.00-12.00 12.00-16.00 16.00-30.00 30.00-40.00
ve [m/min.] 140
Steel < 700 N/mm? f [mm/rev.] 0.10 0.15 0.40 0.60 0.80 1.00 1.40 Cermet
Allowance a [mm] 0.10 0.10 0.10 0.20 0.20 0.20 0.30
ve [m/min.] 120
Steel 700-900 N/mm? f [mm/rev.] 0.10 0.12 0.40 0.60 0.80 1.00 1.40 Cermet
Allowance a [mm] 0.10 0.10 0.10 0.20 0.20 0.20 0.30
ve [m/min.] 90
Steel 900-1,200 N/mm? f [mm/rev.] 0.10 0.12 0.40 0.60 0.80 1.00 1.40 Cermet
Allowance a [mm] 0.10 0.10 0.10 0.20 0.20 0.20 0.30
Spheroidal graphite cast iron Uil 120
(up 0 GGGS50) f [mm/rev.] 0.20 0.40 0.50 0.70 1.20 1.60 2.00 Cermet
p Allowance a [mm] 0.10 0.10 0.10 0.20 0.20 0.20 0.30
Spheroidal graphite cast iron ve [m/min ] %0
(6650 f [mm/rev.] 0.20 0.40 0.50 0.70 1.20 1.60 2.00 Cermet
> ) Allowance a [mm] 0.10 0.10 0.10 0.20 0.20 0.20 0.30

=

achining Values for High Performance Reamers VR

0 [mm]
Material Application data ., 0. 1175 11.76-13.75 13.76-17.75 17.76-21.75 21.76-24.75 24.76-30.25 30.26-40.00 U ".nd material
z=6 z=8 z=10 z=12 z=14 z=16 z=18
ve [m/min.] 180 (fz = 0.08 — 0.13 mm)
Steel < 700 N/mm? f [mm/rev.] 0.60 0.80 1.00 1.10 1.20 1.40 1.50 Cermet
Allowance a [mm] 0.10 0.20 0.20 0.20 0.20 0.20 0.20
vc [m/min.] 150 (fz = 0.08 — 0.13 mm)
Steel 700-900 N/mm? f [mm/rev.] 0.60 0.80 1.00 1.10 1.20 1.40 1.50 Cermet
Allowance a [mm] 0.10 0.20 0.20 0.20 0.20 0.20 0.20
ve [m/min.] 120 (fz=0.08 — 0.13 mm)
. Steel 900-1,200 N/mm? f [mm/rev.] 0.60 0.80 1.00 1.10 1.20 1.40 1.50 Cermet
Allowance a [mm] 0.10 0.20 0.20 0.20 0.20 0.20 0.20
Stainless and corrosion- i) Sl (G Ul Carbide
resistant steels < 700 N/mm2* f [mm/rev.] 0.40 0.50 0.60 0.70 0.80 1.00 1.10 + Coating
Allowance a [mm] 0.10 0.10 0.15 0.20 0.20 0.20 0.20
ve [m/min.] 200 (fz=0.20 — 0.50 mm)
Grey cast iron (GG) f [mm/rev.] 1.20 1.60 2.00 2.40 2.80 3.20 3.60 CBN
Allowance a [mm] 0.20 0.20 0.20 0.20 0.20 0.20 0.20
ve [m/min.] 100 (fz = 0.15 - 0.25 mm)
. Sphem'ﬁ)‘ f;p:::oc)w Ot mmirev,] 1.00 1.30 150 1.80 210 2.40 2.70 Cermet
Allowance a [mm] 0.10 0.20 0.20 0.20 0.20 0.20 0.20
Spheroidal graphite cast iron ve [m/min. 90 (fz = 0.10 - 0.40 mm) Carbide
(> GGG50) f [mm/rev.] 1.00 1.30 1.50 1.80 2.10 2.40 2.70 + Coating
Allowance a [mm] 0.10 0.20 0.20 0.20 0.20 0.20 0.20
vc [m/min.] 60 (fz = 0.02 — 0.07 mm)
Cu-/Zn-/Mg-alloys f [mm/rev.] 0.30 0.40 0.50 0.60 0.70 0.80 0.80 Carbide
Allowance a [mm] 0.10 0.20 0.20 0.20 0.20 0.20 0.20
ve [m/min.] 250 (fz = 0.075 — 0.30 mm)
Aluminium alloys
. (Si<7%) f [mm/rev.] 1.60 2.00 2.20 2.50 3.00 3.20 3.50 PCD
Allowance a [mm] 0.20 0.20 0.20 0.20 0.20 0.20 0.20
ve [m/min.] 250 (fz = 0.075 - 0.30 mm)
Aluminium alloys
. (Si>7 %) f [mm/rev.] 1.60 2.00 2.20 2.50 3.00 3.20 3.50 PCD
Allowance a [mm] 0.20 0.20 0.20 0.20 0.20 0.20 0.20
Hardened materials ve [m/min.] 80 (fz = 0.02 — 0.05 mm)
f [mm/rev.] 0.10 0.16 0.20 0.24 0.28 0.32 0.36 CBN

< 63 HRC*

Allowance a [mm] 0.10 0.10 0.10 0.10 0.10 0.10 0.10

*With special blade geometry and coating.
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Machining Values for HNC Solid Carbide Reamers (uncoated)

0 [mm]
Material Application data Cutting material
<500mm  5.00-6.20 6.20-8.00 8.00-12.00 12.00-16.00 16.00-20.00

ve [m/min.] 30
Steel < 700 N/mm? f [mm/rev.] 0.15 0.18 0.20 0.20 0.30 0.30 Solid carbide
Allowance a [mm] 0.10 0.10 0.20 0.20 0.20 0.30
vc [m/min.] 20
Steel 700-900 N/mm2 f [mm/rev.] 0.15 0.18 0.20 0.20 0.30 0.30 Solid carbide
Allowance a [mm] 0.10 0.10 0.20 0.20 0.20 0.30
ve [m/min.] 15
Steel 900-1,200 N/mm? f [mm/rev.] 0.15 0.18 0.20 0.20 0.30 0.30 Solid carbide
Allowance a [mm] 0.10 0.10 0.20 0.20 0.20 0.30
ve [m/min.] 30
Grey cast iron (GG) f [mm/rev.] 0.15 0.18 0.20 0.20 0.25 0.30 Solid carbide
Allowance a [mm] 0.10 0.15 0.20 0.20 0.20 0.30

Spheroidal graphite cast iron ve [m/min ] 20

f [mm/rev.] 0.15 0.18 0.20 0.20 0.25 0.30 Solid carbide
. (up 1o GGGS0) Alowance a[mm]  0.10 0.15 0.20 0.20 0.20 0.30
vc [m/min.] 20
. f [mm/rev.] 0.15 0.18 0.20 0.20 0.25 0.30 Solid carbide
Allowance a [mm] 0.10 0.15 0.20 0.20 0.20 0.30
ve [m/min.] 50
. Cu-/Zn-/Mg-alloys f [mm/rev.] 0.15 0.18 0.20 0.20 0.30 0.35 Solid carbide
Allowance a [mm] 0.10 0.10 0.15 0.20 0.20 0.30

ve [m/min.] 50

f [mm/rev.] 0.15 0.15 0.15 0.20 0.20 0.30 Solid carbide
Allowance a [mm] 0.15 0.15 0.20 0.20 0.20 0.30

ve [m/min.] 30

f [mm/rev.] 0.15 0.15 0.15 0.20 0.20 0.30 Solid carbide
Allowance a [mm] 0.15 0.15 0.20 0.20 0.20 0.30

vc [m/min.] 40
. Plastics f [mm/rev.] 0.15 0.15 0.15 0.35 0.35 0.40 Solid carbide
0.20

Spheroidal graphite cast iron
(> GGG50)

Aluminium alloys
(Si<7 %)

Aluminium alloys
(Si>7%)

Allowance a [mm] 0.15 0.15 0.20 0.20 0.30

Machining Values for High Performance Reamers HCS

o [mm]
Material Application data Cutting material
<5.00mm 5.00-6.20 6.20-8.00 8.00-12.00 12.00-16.00 16.00-30.00 30.00-40.00

ve [m/min.] 140
Steel < 700 N/mm? f [mm/rev.] 0.10 0.15 0.40 0.60 0.80 1.00 1.40 Cermet
Allowance a [mm] 0.10 0.10 0.10 0.20 0.20 0.20 0.30
ve [m/min.] 120
Steel 700-900 N/mm? f [mm/rev.] 0.10 0.12 0.40 0.60 0.80 1.00 1.40 Cermet
Allowance a [mm] 0.10 0.10 0.10 0.20 0.20 0.20 0.30
ve [m/min.] 90
. Steel 900-1,200 N/mm? f [mm/rev.] 0.10 0.12 0.40 0.60 0.80 1.00 1.40 Cermet
Allowance a [mm] 0.10 0.10 0.10 0.20 0.20 0.20 0.30
ve [m/min.] 120
. Spheroidal graphite castiron o 0.20 0.40 0.50 0.70 1.20 160 2.00 Cermet
(i e Allowance a[mm]  0.10 0.10 0.10 0.20 0.20 0.20 0.30
Spheroidal graphite cast iron ve [m/min. %0
f [mm/rev.] 0.20 0.40 0.50 0.70 1.20 1.60 2.00 Cermet
(> GGE50) Allowance a [mm] 0.10 0.10 0.10 0.20 0.20 0.20 0.30

*With special blade geometry and coating.
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Machining Values for HNC Solid Carbide Reamers (coated)

Material Application data

ve [m/min.]

Steel < 700 N/mm? f [mm/rev.]
Allowance a [mm]

vc [m/min.]

Steel 700-900 N/mm? f [mm/rev.]
Allowance a [mm]

ve [m/min.]

Steel 900-1,200 N/mm? f [mm/rev.]
Allowance a [mm]

Stainless and corrosion- L)

M ) f [mm/rev.]

resistant steels < 700 N/mm2 *

Allowance a [mm]

Stainless and corrosion- ve [m/min.

My ) f [mm/rev.]

resistant steels > 700 N/mm?2 *

Allowance a [mm]

vc [m/min.]

Grey cast iron (GG) f [mm/rev.]
Allowance a [mm]

Spheroidal graphite cast iron ve [m/min ]

10 GGG50 f [mm/rev.]
upto ) Allowance a [mm]

Spheroidal graphite cast iron \flc[n[1nr:1//nr1;\:]]
(> GGE50) Allowance a [mm]

Aluminium alloys vC [m/min.

Si<7%) f [mm/rev.]
( ° Allowance a [mm]

Aluminium alloys el

Si>7%) f [mm/rev.]
( ° Allowance a [mm]

ve [m/min.]

Plastics, reinforced f [mm/rev.]
Allowance a [mm]

ve [m/min.]

S Titanium * f [mm/rev.]
Allowance a [mm]

Hardened materials ve [m/min.

f [mm/rev.]

< 63 HRC*

Allowance a [mm]

*With special blade geometry and coating.

< 5.00 mm

0.20
0.10

0.20
0.10

0.20
0.10

0.10
0.05

0.10
0.05

0.30
0.10

0.30
0.10

0.30
0.10

0.50
0.10

0.50
0.10

0.40
0.10

0.08
0.05

0.06
0.05

5.00-6.20

0.30
0.10

0.30
0.10

0.30
0.10

0.15
0.10

0.15
0.10

0.40
0.10

0.40
0.10

0.40
0.10

0.60
0.10

0.60
0.10

0.50
0.10

0.12
0.05

0.10
0.05

o [mm]
6.20-8.00 8.00-12.00
180
0.50 0.80
0.10 0.15
180
0.50 0.80
0.10 0.15
140
0.50 0.80
0.10 0.15
40
0.30 0.40
0.10 0.10
30
0.30 0.40
0.10 0.10
110
0.60 1.00
0.15 0.20
150
0.60 1.00
0.15 0.20
90
0.60 1.00
0.15 0.20
250
0.80 1.30
0.10 0.20
250
0.80 1.30
0.10 0.20
100
0.70 0.90
0.10 0.20
15
0.15 0.10
0.10 0.10
10
0.12 0.12
0.05 0.10

12.00-16.00 16.00-20.00

1.10 1.50
0.20 0.20
1.10 1.50
0.20 0.20
1.10 1.50
0.20 0.20
0.50 0.60
0.20 0.20
0.50 0.60
0.20 0.20
1.30 1.80
0.20 0.30
1.30 1.80
0.20 0.30
1.30 1.80
0.20 0.30
1.50 1.80
0.30 0.30
1.50 1.80
0.30 0.30
1.20 1.50
0.20 0.20
0.20 0.25
0.15 0.20
0.18 0.18
0.10 0.20

BECK

MAPAL GROUP

Cutting material

Solid carbide +
BSP-Coating

Solid carbide +
BSP-Coating

Solid carbide +
BSP-Coating

Solid carbide +
BVA-Coating

Solid carbide +
BVA-Coating

Solid carbide +
BSP-Coating

Solid carbide +
BSP-Coating

Solid carbide +
BSP-Coating

Solid carbide +
BAL-Coating

Solid carbide +
BAL-Coating

Solid carbide +
Diamond-Coating

Solid carbide +
BTi-Coating

Solid carbide +
BHV-Coating
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Machining Values

Machining Values for Replaceable Reamers XR 01

ey

=
N

Material

Steel < 700 N/mm?

Steel 700-900 N/mm?

Steel 900-1,200 N/mm?

Stainless and corrosion-
resistant steels < 700 N/mm2*

Stainless and corrosion-
resistant steels > 700 N/mm2*

Grey cast iron (GG)

Spheroidal graphite cast iron

(up to GGG50)

Spheroidal graphite cast iron

(> GGG50)

Cu-/Zn-/Mg-alloys

Aluminium alloys
(Si<7 %)

Aluminium alloys
(Si>7 %)

Plastics

Titanium *

Hardened materials

< 63 HRC*

Application data

ve [m/min.]

f [mm/rev.]
Allowance a [mm]
vec [m/min.]

f [mm/rev.]
Allowance a [mm]
ve [m/min.]

f [mm/rev.]
Allowance a [mm]
ve [m/min.]

f [mm/rev.]
Allowance a [mm]
ve [m/min.]

f [mm/rev.]
Allowance a [mm]
vec [m/min.]

f [mm/rev.]
Allowance a [mm]
ve [m/min.]

f [mm/rev.]
Allowance a [mm]
ve [m/min.]

f [mm/rev.]
Allowance a [mm]
ve [m/min.]

f [mm/rev.]
Allowance a [mm]
vc [m/min.]

f [mm/rev.]
Allowance a [mm]
ve [m/min.]

f [mm/rev.]
Allowance a [mm]
ve [m/min.]

f [mm/rev.]
Allowance a [mm]
ve [m/min.]

f [mm/rev.]
Allowance a [mm]
vc [m/min.]

f [mm/rev.]
Allowance a [mm]

*With special blade geometry and coating.
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8.00-9.70
z=4

0.40
0.20

0.40
0.20

0.40
0.20

0.30
0.10

0.30
0.10

0.60
0.20

0.60
0.20

0.60
0.20

0.20
0.20

0.60
0.20

0.60
0.20

0.25
0.20

0.06
0.10

0.06
0.10

9.70-16.00
z=6

1.00
0.20

1.00
0.20

1.00
0.20

0.40
0.20

0.40
0.20

1.50
0.20

1.50
0.20

1.50
0.20

0.40
0.20

1.80
0.20

1.80
0.20

0.40
0.20

0.20
0.15

0.15
0.15

o [mm]

150

120

130

40

30

110

120

90

50

300

300

40

15

10

16.00-30.00
z=6

1.50
0.30

1.50
0.30

1.50
0.30

0.50
0.20

0.50
0.20

1.80
0.30

1.80
0.30

1.80
0.30

0.50
0.30

2.00
0.30

2.00
0.30

0.50
0.30

0.25
0.20

0.20
0.20

30.00-40.00
z=8

2.00
0.30

2.00
0.30

2.00
0.30

1.20
0.30

1.20
0.30

2.50
0.30

2.50
0.30

2.50
0.30

0.60
0.30

2.50
0.30

2.50
0.30

0.60
0.30

0.30
0.25

0.25
0.20

Cutting material

Cermet

Cermet

Carbide + BSP-
Coating

Carbide + BVA-
Coating

Carbide + BVA-
Coating

Carbide +
Coating

Cermet

Carbide +
Coating

Carbide

PCD

PCD

Carbide

Carbide +
Coating

Carbide +
Coating




BECK

MAPAL GROUP

Machining Values for Replaceable Reamers XR 06

o [mm]
Material Application data Cutting material
" sl 8.00-12.00 12.00-16.00 16.00-30.00 30.00-40.00 e
z2=6 z=6 z=6 z=8
ve [m/min 160 Carbide + BSP-
Steel < 700 N/mm?2 f [mm/rev.] 0.70 1.00 1.50 2.00 Coati
Allowance a [mm] 0.20 0.20 0.30 0.30 0ating
vc [m/min.] 160 .
Carbide + BSP-
Steel 700-900 N/mm?2 f [mm/rev.] 0.70 1.00 1.50 2.00 o t'+
Allowance a [mm] 0.20 0.20 0.30 0.30 0ating
ve [m/min.] 130 .
Carbide + BSP-
Steel 900-1,200 N/mm? f [mm/rev.] 0.70 1.00 1.50 2.00 Coati:-]
Allowance a [mm] 0.20 0.20 0.30 0.30 9
Stainless and corrosion- U Ly 40 Carbide + BVA-
M1 resistant steels < 700 N/mm2* f {mm/rev] 0.40 0.40 0.50 1.50 Coatin
Allowance a [mm] 0.15 0.15 0.20 0.25 R
Stainless and corrosion- ve [m/min. 30 Carbide + BVA-
M2 resistant steels > 700 N/mm2 * fmm/rev. 040 040 0.0 1.50 Coatin
Allowance a [mm] 0.15 0.15 0.20 0.25 9
vc [m/min.] 110 .
Carbide + BSP-
Grey cast iron (GG) f [mm/rev.] 0.80 1.50 1.80 2.50 Coati:-]
Allowance a [mm] 0.20 0.20 0.30 0.30 9
Spheroidal graphite cast iron ve [m/min 120 Carbide + BSP-
(up o GGB50) f [mm/rev.] 0.80 1.50 1.80 2.50 Coatin
P Allowance a [mm] 0.20 0.20 0.30 0.30 9
Spheroidal graphite cast iron i %0 Carbide + BSP-
66G50 f [mm/rev.] 0.80 1.50 1.80 2.50 Coatin
(> GGGS0) Allowance a [mm] 0.20 0.20 0.30 0.30 i
ve [m/min.] 15 . )
Carbide + BTi-
s Titanium * f [mmrev] 0.10 0.20 0.25 0.30 . t,+
Allowance a [mm] 0.10 0.15 0.20 0.25 0ating

*With special blade geometry and coating.

231

Technical Information



Machining Values

Machining Values for Carbide Machine Reamers

o [mm]
Material Application data Cutting material
<500mm 5.00-8.00 8.00-12.00 12.00-16.00 16.00-30.00 30.00-50.00

vc [m/min.] 20
Steel < 700 N/mm? f [mm/rev.] 0.10 0.15 0.20 0.25 0.30 0.40 Carbide
Allowance a [mm] 0.10 0.15 0.20 0.20 0.30 0.30
ve [m/min.] 15
Steel 700-900 N/mm? f [mm/rev.] 0.10 0.15 0.20 0.25 0.30 0.40 Carbide
Allowance a [mm] 0.10 0.15 0.20 0.20 0.30 0.30
ve [m/min.] 12
Steel 900-1,200 N/mm?2 f [mm/rev.] 0.10 0.15 0.20 0.25 0.30 0.40 Carbide
Allowance a [mm] 0.10 0.15 0.20 0.20 0.30 0.30
ve [m/min.] 18
Grey cast iron (GG) f [mm/rev.] 0.10 0.20 0.30 0.30 0.40 0.50 Carbide
Allowance a [mm] 0.10 0.15 0.20 0.20 0.30 0.30
Spheroidal graphite cast iron ve [m/min] 15
f [mm/rev.] 0.10 0.20 0.30 0.30 0.40 0.50 Carbide
(up to GGE50) Allowance a[mm] 010 0.15 0.20 0.20 0.30 0.30
. Spheroidal graphite cast iron ve [m/min.] 10
f [mm/rev.] 0.10 0.20 0.30 0.30 0.40 0.50 Carbide
et Allowance a[mm] 0.0 0.15 0.20 0.20 0.30 0.30
ve [m/min.] 30
Cu-/Zn-/Mg-alloys f [mm/rev.] 0.15 0.20 0.25 0.30 0.40 0.50 Carbide
Allowance a [mm] 0.10 0.15 0.20 0.20 0.30 0.30
. Aluminium alloys ve [m/min.] 40
) 0 f [mm/rev.] 0.15 0.20 0.25 0.30 0.40 0.50 Carbide
BT Allowance a[mm] 0.0 0.15 0.20 0.20 0.30 0.30
. Aluminium alloys ve [m/min.] 25
) 0 f [mm/rev.] 0.15 0.20 0.25 0.30 0.40 0.50 Carbide
(8i>7 %) Allowance a[mm] 0.0 0.15 0.20 0.20 0.30 0.30
ve [m/min.] 40
Plastics f [mm/rev.] 0.15 0.20 0.25 0.30 0.40 0.50 Carbide
Allowance a [mm]
o [mm]
Material Application data Cutting material
<500mm 5.00-8.00 8.00-12.00 12.00-16.00 16.00-30.00 30.00-50.00
ve [m/min.] 30
Steel < 700 N/mm? f [mm/rev.] 0.10 0.15 0.20 0.25 0.30 0.40 Carbide + TiAIN
Allowance a [mm] 0.10 0.10 0.20 0.20 0.30 0.30
ve [m/min.] 25
Steel 700-900 N/mm?2 f [mm/rev.] 0.10 0.15 0.20 0.25 0.30 0.40 Carbide + TiAIN
Allowance a [mm] 0.10 0.10 0.20 0.20 0.30 0.30
ve [m/min.] 15
Steel 900-1,200 N/mm? f [mm/rev.] 0.10 0.15 0.20 0.25 0.30 0.40 Carbide + TiAIN
Allowance a [mm] 0.10 0.10 0.20 0.20 0.30 0.30
Stainless and corrosion- v [m/min.] 15 Carbide +
. . f [mm/rev.] 0.08 0.10 0.15 0.20 0.25 0.30 .
resistant steels <700 NMM2* o vance a (mm] 008 0.10 0.10 0.20 0.20 0.30 Coating
Stainless and corrosion- ve [m/min.] 10 Carbide +
My ) . f [mm/rev.] 0.08 0.10 0.15 0.20 0.25 0.30 ]
resistant steels > 700 NMM2* pyovance a mm]  0.08 0.10 0.10 0.20 0.20 0.30 Coating
ve [m/min.] 30
Grey cast iron (GG) f [mm/rev.] 0.10 0.20 0.30 0.30 0.40 0.50 Carbide + TiAIN
Allowance a [mm] 0.10 0.10 0.20 0.20 0.30 0.30
Spheroidal graphite cast iron ve [m/min.] 25
f [mm/rev.] 0.10 0.20 0.30 0.30 0.40 0.50 Carbide + TiAIN
(up to GGGS0) Allowance a[mm]  0.10 0.10 0.20 0.20 0.30 0.30
Spheroidal graphite cast iron ve [m/min.] 20
f [mm/rev.] 0.10 0.20 0.30 0.30 0.40 0.50 Carbide + TiAIN
(> GGE50) Allowance a[mm]  0.10 0.10 0.20 0.20 0.30 0.30
o ve [m/min.] 10 Carbide +
S Titanium * f [mm/rev.] 0.06 0.10 0.12 0.18 0.20 0.25 ]
Allowance a[mm]  0.05 0.10 0.10 0.15 0.20 0.20 Coating
Hardened materials ve [m/min.] 8 Carbide +
. f [mm/rev.] 0.05 0.08 0.10 0.13 0.15 0.20 .
<63 HRC Allowance a[mm]  0.05 0.05 0.10 0.10 0.15 0.20 Coating

*With special blade geometry and coating.
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o [mm]
Material Application data Cutting material
<5.00mm  5.00-8.00 8.00-12.00 12.00-16.00 16.00-30.00 30.00-50.00
ve [m/min.] 12
. Steel < 700 N/mm2 f [mm/rev.] 0.10 0.15 0.20 0.25 0.30 0.40 HSS-E
Allowance a [mm] 0.10 0.15 0.20 0.20 0.30 0.30
vc [m/min.] 10
. Steel 700-900 N/mm2 f [mm/rev.] 0.10 0.15 0.20 0.25 0.30 0.40 HSS-E
Allowance a [mm] 0.10 0.15 0.20 0.20 0.30 0.30
ve [m/min.] 10
. Steel 900-1,200 N/mm? f [mm/rev.] 0.10 0.15 0.20 0.25 0.30 0.40 HSS-E
Allowance a [mm] 0.10 0.15 0.20 0.20 0.30 0.30
ve [m/min.] 12 HSS-E /
Grey cast iron (GG) f [mm/rev.] 0.15 0.20 0.25 0.30 0.35 0.40 HSS-E + TiN
Allowance a [mm] 0.10 0.15 0.20 0.20 0.30 0.30
Spheroidal graphite cast iron ve [m/min] 10 HSS-E /
(up 10 6GG50) f [mm/rev.] 0.15 0.20 0.25 0.30 0.35 0.40 HSS-E + TiN
Allowance a [mm] 0.10 0.15 0.20 0.20 0.30 0.30
) . ) ve [m/min.] 10
. Sphem'd?lg;agggg)caﬂ Ot immirev) 0.15 0.20 0.25 0.30 0.35 0.40 HS:SEE ;iN
Allowance a [mm] 0.10 0.15 0.20 0.20 0.30 0.30
ve [m/min.] 20
. Cu-/Zn-/Mg-alloys f [mm/rev.] 0.15 0.20 0.20 0.25 0.30 0.40 HSS-E
Allowance a [mm] 0.10 0.15 0.20 0.20 0.30 0.30
- vc [m/min.] 15
Aluminium alloys
. Si<7%) f [mm/rev.] 0.15 0.20 0.20 0.25 0.30 0.40 HSS-E
Allowance a [mm] 0.10 0.15 0.20 0.20 0.30 0.30
ve [m/min.] 25
. Plastics f [mm/rev.] 0.15 0.20 0.20 0.25 0.30 0.40 HSS-E
Allowance a [mm] 0.10 0.15 0.20 0.20 0.30 0.30

*With special blade geometry and coating.
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Machining Values for Solid Carbide Countersinks

o [mm]
Material Application data
<5.00 5.00-8.00 8.00-12.00 12.00-16.00 16.00-20.00 20.00-25.00 25.00-40.00 40.00-63.00
ve [m/min.] 60
Steel < 700 N/mm?2 f [mm/rev.] 0.06 0.08 0.10 0.12 0.14 0.18 0.22 0.30
vec [m/min.] 50
Steel 700-900 N/mm2 f [mm/rev.] 0.04 0.06 0.08 0.10 0.12 0.14 0.18 0.25
ve [m/min.] 18
Steel 900-1,200 N/mm? f [mm/rev.] 0.03 0.04 0.05 0.06 0.08 0.10 0.12 0.16
Stainless and corrosion- i 16
M4 ) f [mm/rev.] 0.04 0.05 0.06 0.07 0.08 0.09 0.12 0.14
resistant steels < 700 N/mm2*
Stainless and corrosion- ve [m/min. 16
Mo ) f [mm/rev.] 0.04 0.05 0.06 0.07 0.08 0.09 0.12 0.14
resistant steels > 700 N/mm2*
ve [m/min.] 25
Grey cast iron (GG) f [mm/rev.] 0.06 0.10 0.12 0.14 0.18 0.20 0.25 0.28
Spheroidal graphite cast iron vC [m/min] 25
f [mm/rev.] 0.06 0.10 0.12 0.14 0.18 0.20 0.25 0.28
(up to GGG50)
Spheroidal graphite cast iron i) LY
f [mm/rev.] 0.06 0.10 0.12 0.14 0.18 0.20 0.25 0.28
(> GGG50)
ve [m/min.] 65
Cu-/Zn-/Mg-alloys f [mm/rev.] 0.10 0.12 0.14 0.18 0.20 0.20 0.30 0.40
- ve [m/min.] 75
Aluminium alloys
) f [mm/rev.] 0.08 0.10 0.12 0.14 0.18 0.22 0.26 0.30
(Si<7 %)
L vc [m/min.] 50
Aluminium alloys
) f [mm/rev.] 0.08 0.10 0.12 0.14 0.18 0.22 0.26 0.30
(Si>7%)
ve [m/min.] 65
Plastics f [mm/rev.] 0.10 0.12 0.14 0.18 0.20 0.24 0.30 0.40
ve [m/min.] 16
S Titanium f [mm/rev.] 0.04 0.05 0.06 0.07 0.08 0.09 0.12 0.14
. ve [m/min.] 8
Hardened materials
f [mm/rev.] 0.04 0.05 0.06 0.08 0.08 0.10

<63 HRC
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Machining Values for HSS Countersinks

o [mm]
Material Application data
<5.00 5.00-8.00 8.00-12.00 12.00-16.00 16.00-20.00 20.00-25.00 25.00-40.00 40.00-63.00
ve [m/min.] 60
Steel < 700 N/mm? f [mm/rev.] 0.06 0.08 0.10 0.12 0.14 0.18 0.22 0.30
vc [m/min.] 50
Steel 700-900 N/mm? f [mm/rev.] 0.04 0.06 0.08 0.10 0.12 0.14 0.18 0.25
ve [m/min.] 18
Steel 900-1,200 N/mm? f [mm/rev.] 0.03 0.04 0.05 0.06 0.08 0.10 0.12 0.16
Stainless and corrosion- Ui 16
M4 ) f [mm/rev.] 0.04 0.05 0.06 0.07 0.08 0.09 0.12 0.14
resistant steels < 700 N/mm2*
Stainless and corrosion- ve [m/min. 16
My ) f [mm/rev.] 0.04 0.05 0.06 0.07 0.08 0.09 0.12 0.14
resistant steels > 700 N/mm2 *
vc [m/min.] 25
Grey cast iron (GG) f [mm/rev.] 0.06 0.10 0.12 0.14 0.18 0.20 0.25 0.28
Spheroidal graphite cast iron ve [m/min ] 2
f [mm/rev.] 0.06 0.10 0.12 0.14 0.18 0.20 0.25 0.28
(up to GGG50)
Spheroidal graphite cast iron Yo m/min LS
f [mm/rev.] 0.06 0.10 0.12 0.14 0.18 0.20 0.25 0.28
(> GGG50)
ve [m/min.] 65
Cu-/Zn-/Mg-alloys f [mm/rev.] 0.10 0.12 0.14 0.18 0.20 0.20 0.30 0.40
- vc [m/min.] 75
Aluminium alloys
) f [mm/rev.] 0.08 0.10 0.12 0.14 0.18 0.22 0.26 0.30
(Si <7 %)
. vc [m/min.] 50
Aluminium alloys
) f [mm/rev.] 0.08 0.10 0.12 0.14 0.18 0.22 0.26 0.30
(Si>7%)
ve [m/min.] 65
Plastics f [mm/rev.] 0.10 0.12 0.14 0.18 0.20 0.24 0.30 0.40
ve [m/min.] 16
S Titanium f [mm/rev.] 0.04 0.05 0.06 0.07 0.08 0.09 0.12 0.14
. vc [m/min.] 8
Hardened materials
! f [mm/rev.] 0.04 0.05 0.06 0.08 0.08 0.10

< 63 HRC
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