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Slotting Ap1xD 
en Ae1xD 

Ae Ap Vc fz

Ae= <0,4xD 1xD 20% 20%

Ae= <0,4xD 1,5xD 10% 10%

Ae= <0,05xD 2xD 20% 100%

Correctie
Correction

Verspanings
parameters
Cutting Data

Finish Ap<2xD 
en Ae 0,05xD

 Contour Ap<1,5xD
en Ae<0,4xD

D4900R
P-SERIE

Mat. ØD Vc
M/min Z fz

mm
ap

mm
ae

mm

St
ee

l 
< 8

00
N/

m
m

²

3.0 180 4 0.015 3 3
4.0 180 4 0.020 4 4
5.0 180 4 0.030 5 5
6.0 180 4 0.030 6 6
8.0 180 4 0.040 8 8

10.0 180 4 0.065 10 10
12.0 180 4 0.070 12 12
16.0 180 4 0.090 16 16
20.0 180 4 0.110 20 20
25.0 180 4 0.150 25 25

He
at

 T
re

at
ab

le
 st

ee
l  

 
< 1

10
0N

/m
m

²

3.0 140 4 0.010 3 3
4.0 140 4 0.015 4 4
5.0 140 4 0.020 5 5
6.0 140 4 0.025 6 6
8.0 140 4 0.030 8 8

10.0 140 4 0.050 10 10
12.0 140 4 0.060 12 12
16.0 140 4 0.070 16 16
20.0 140 4 0.080 20 20
25.0 140 4 0.090 25 25

Hi
gh

 A
llo

y s
te

el
s

< 1
60

0N
/m

m
²

3.0 60 4 0.010 3 3
4.0 60 4 0.020 4 4
5.0 60 4 0.025 5 5
6.0 60 4 0.030 6 6
8.0 60 4 0.040 8 8

10.0 60 4 0.060 10 10
12.0 60 4 0.070 12 12
16.0 60 4 0.085 16 16
20.0 60 4 0.100 20 20
25.0 60 4 0.120 25 25

Co
ld

 w
or

ki
ng

 to
ol

 st
ee

l
12

% 
Ch

ro
m

3.0 80 4 0.010 3 3
4.0 80 4 0.015 4 4
5.0 80 4 0.020 5 5
6.0 80 4 0.025 6 6
8.0 80 4 0.030 8 8

10.0 80 4 0.050 10 10
12.0 80 4 0.060 12 12
16.0 80 4 0.065 16 16
20.0 80 4 0.085 20 20
25.0 80 4 0.095 25 25

St
ai
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s s
te

el
Au

st
en
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c 3

03
-3

04
-3

16

3.0 80 4 0.008 3 3
4.0 80 4 0.010 4 4
5.0 80 4 0.015 5 5
6.0 80 4 0.020 6 6
8.0 80 4 0.025 8 8

10.0 80 4 0.030 10 10
12.0 80 4 0.040 12 12
16.0 80 4 0.050 16 16
20.0 80 4 0.070 20 20
25.0 80 4 0.100 25 25

3.0 150 4 0.015 3 3
4.0 150 4 0.020 4 4
5.0 150 4 0.025 5 5
6.0 150 4 0.030 6 6
8.0 150 4 0.050 8 8

10.0 150 4 0.070 10 10
12.0 150 4 0.080 12 12
16.0 150 4 0.090 16 16
20.0 150 4 0.100 20 20
25.0 150 4 0.150 25 25

P1.1

P2.2

P3.2

P4.2

M2.1

K1.2

Ca
st

 ir
on


