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P1.1

Steel
< 800N/mm?

High Alloy steels
< 1600N/mm?

Cold working tool steel

12% Chrom

M2.1

Austenitic 303-304-316

Stainless steel
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P-SERIE

Verspanings
parameters
Cutting Data

Correctie
Correction

Ae Ap

Ae=<0,4xD 1xD
Ae=<0,4xD 1,5xD
Ae=<0,05xD 2xD

2

4

Slotting Ap1xD
en Ae1xD

3

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

)

A

Finish Ap<2xD
en Ae 0,05xD

Ve fz

20% 20%
10% 10%
20% 100%

deltamill 17




