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Unalloyed Steel 125-220 v v
Low-Alloyed Steel 220-280 v v
High-Alloyed Steel 280-380 v v
SS - Ferritic / Martensitic 200-330 v
SS - Austenitic 200-330 v
SS - Austenitic-ferritic (Duplex) ~ 230-260 v
Malleable Cast Iron 130-230 v v
Grey Cast Iron 180-245 v v
Nodular Cast iron 160-250 v v
Aluminium and Non Ferrous 30-130 v

@ Good Conditions
‘ Average Conditions

a8, Difficult Conditions

1 Unalloyed Steel 125-220 = 150-230 150-180
2 Low-Alloyed Steel 220-280 = 140-220 140-170
3 High-Alloyed Steel 280-380 = 130-180 120-150
4SS - Ferritic / Martensitic 200-330 = = 90-150
M 5 SS- Austenitic 200-330 = = 80-130
6  SS- Austenitic-ferritic (Duplex) ~ 230-260 - - 70-100
7  Malleable Cast Iron 130-230 = 150-280 80-230
K 8  Grey Castlron 180-245 = 130-230 120-225
9  Nodular Cast iron 160-250 = 80-190 80-180
“ 10  Aluminium and Non Ferrous 30-130 350-1400 = =
1 Unalloyed Steel 125-220 0,07-0,15 0,10-0,25 =
2 Low-Alloyed Steel 220-280 0,07-0,10 0,10-0,20 =
3 High-Alloyed Steel 280-380 0,07-0,10 0,10-0,20 -
4SS - Ferritic / Martensitic 200-330 0,07-0,10 = -
M 5  SS- Austenitic 200-330 0,07-0,10 = -
6  SS- Austenitic-ferritic (Duplex)  230-260 0,07-0,10 - -
7  Malleable Cast Iron 130-230 0,07-015 0,10-0,25 =
K 8  Grey Castlron 180-245 0,07-0,15 0,10-0,25 =
9  Nodular Castiron 160-250 = 0,10-0,20 =
“ 10  Aluminium and Non Ferrous 30-130 = = 0,07-0,20
(Note 1) Cutting conditions ag/Dc=70%.
(Note 2) Cutting conditions for slotting and shouldering operations:
Slotting 100% <20% 50-6,0
<50% >8% 6,0-90
Shouldering
<25% >12% 10,0-125
(Note 3) Cutting conditions should be adjusted according to the machine and work rigidity.
(Note 4) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;
- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.
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1 Unalloyed Steel 125-220 APKT 16... PDER-X(X2) APKT 16... PDSR-X(-X2)
2 Low-Alloyed Steel 220-280 APKT 16... PDSR-X(X2) -
3 High-Alloyed Steel 280-380 APKT 16... PDSR-X(X2) -
4 SS-Ferritic / Martensitic 200-330 APKT 16... PDER-X(X2) -
M 5  SS- Austenitic 200-330 APKT 16... PDER-X(X2) -
6  SS- Austenitic-ferritic (Duplex) ~ 230-260 APKT 16... PDSR-X(X2) -
7  Malleable Cast Iron 130-230 APKT 16... PDSR-X(X2) APKT 16... PDSR-X(X2)
K 8  Grey CastIron 180-245 APKT 16... PDSR-X(X2) -
9  Nodular Cast iron 160-250 APKT 16... PDSR-X(X2) -
B 0  Aluminium and Non Ferrous 30130 AP.T 16... PDFR-LN APHT 16... PDFR-LN
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RAMPING AND HELICAL INTERPOLATION
Descida em rampa e interpolacdo helicoidal | Bajada en rampa e interpolacién circular @ DH
Ramping DLr Helical 5
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Blind hole
Flat bottom
@ Dc @di= @DH - @®Dc
46,1 - 35
25 3 145 2767 - 484 39
60,1 - 31
32 2 145 4152 - 62,4 33
76,1 - 30
40 15 14,5 5537 i 78.4 32
96,1 - 28
50 11 14,5 755,2 i 984 29
1221 - 28
63 085 14,5 9773 : 1244 29
156,1 - 27
80 064 14,5 12981 ) 1584 27
196,1 - 26
100 05 14,5 1661,5 ) 1084 27
2461 - 25
125 0,38 14,5 2186,3 ) 2484 26

(1) Using insert radius 0,8 mm
Note: During helical interpolation do not exceed maximum pitch
When using different insert radius to calculate the @DHmin and @DHmax use the equation below:
- Minimum Diameter: @DHmin = 2 x (@Dc - (R corner radius + F width of edge wiper))
- Maximum Diameter: @DHmax = 2 x (@Dc - R corner radius)
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