TECHNICAL DATA CUTTING DATA

RECOMMENDED CUTTING CONDITIONS FOR ROUGHING OPERATIONS WITH DOUBLE-BIT HEADS TS

i . . cutting speed Vc = m/min. feed fn = mm/rev (twin cutters)
material boring bar | working diameter insert radius
dimensions | conditions
D < 38| D=38~120 D> 120 R=0.2 R=0.4 R=0.8
L/d=25 |good 120 - 180 140 - 200 160 - 250 0.2-0.4 0.3-0.5
Eiaéiogos(}eel L/d=4 normal 100 - 160 120 - 180 140 - 200 0.2-0.4 0.3-0.5
L/d=6.3 |difficult 70 - 100 70 - 100 70 - 100 0.15-0.3 0.2-0.4
L/d=25 |good 100 - 160 120 - 180 140 - 200 0.2-0.4 0.3-0.5
Eaéiogosgee' L/d=4 |normal 80-140| 100-160| 120-180 0.2-0.4 0.3-05
L/d=6.3 |difficult 60 - 90 70 - 100 70 - 100 0.15-0.3 0.2-04
L/d=25 |good 80 - 110 90 - 120 100 - 140 0.2-0.4 0.3-0.5
stainless steel
N AISI 304 - 316 L/d=4 normal 70 - 100 80 - 110 90 - 120 0.2-0.4 0.3-0.5
d L/d=6.3 |difficult 60 - 90 60 - 90 60 - 90 0.15-0.3 0.2-0.4
L/d=25 |good 90 - 120 100 - 140 120 - 160 0.2-04 0.3-0.5
cast iron L/d=4 normal 70 - 100 90 - 120 100 - 140 0.2-04 0.3-0.5
L/d=6.3 |difficult 60 - 90 60 - 90 60 - 90 0.15-0.3 0.2-04
5 L/d=25 |good 160 - 250 200 - 300 250 - 350 0.3-0.5 0.4-0.6
aluminium L/d=4 normal 140 - 200 160 - 250 200 - 300 0.3-0.5 0.4-0.6
D L/d=6.3 |difficult 100 - 150 100 - 150 100 - 150 0.2-0.4 0.3-0.5
cutting depth working max. cutting depth
range
ap = mm @ =mm steel cast iron, aluminium ‘(\@
a 18 - 28 15-2 2-25
. 28 - 50 2-3 25-35 Lo Z
= 50 - 68 3-4 3.5-5 A
Z| 68 - 200 4-5 5-7
Lo e 200 - 500 6 6-8
=4 D= - Twin cutters at the same cutting diameter  Twin cutters at different cutting diameters

It’s advisable to start with B hole > the boring bar diameter d.
ATTENTION: For boring operations at different diameters, reduce to a half the feed indicated on the above table.

RECOMMENDED CUTTING CONDITIONS FOR BORING OPERATIONS WITH TESTAROSSA TRM / TRC / TR-E

cutting

. boring bar | working feed fn = mm/rev quality | cutting depth
material dimensions | conditions speed_ insert radius insert
Vc= m/min.
R =0.0 R=0.2 R=04
L/d=2.5 good 200 - 300 0.05 - 0.08 0.07 - 0.1
carbon steel DC100
HB < 200 L/d=4 normal 160 - 250 0.05 - 0.08 0.07 - 0.1 DP300
L/d=6.3 difficult 70-100| 0.05-0.08| 0.05-0.08
L/d=2.5 good 160 - 250 0.05-0.08 0.07 - 0.1
;egiogosgee' L/d=4 normal 150 - 200 0.05-0.08| 007-0.1| DC100
— 1‘# L/d=6.3 difficult 70-100| 0.05-0.08| 0.05-0.08
L 1
L/d=25 good 120 - 160 0.05 - 0.08 0.07 - 0.1
stainless steel
AISI 304 - 316 L/d=4 normal 100 - 140 0.05 - 0.08 0.07 - 0.1 DP300
L/d=6.3 difficult 70-100| 0.05-0.08| 0.05-0.08
a L/d=25 good 120 - 160 0.05-0.08 0.07 - 0.1
— . DK100
cast iron L/d=4 normal 100 - 140 0.05-0.08 0.07 - 0.1 DP100
0, e L/d=6.3 difficult 70-100| 0.05-0.08| 0.05-0.08 0.1-0.25mm
! K@*”‘“"ﬂ"r L/d=25 |good 300 - 400 0.05-0.08| 0.07-0.1
[ — — ] aluminium L/d=4 normal 250 - 350 0.05 - 0.08 0.07 - 0.1 DK100
A L/d=6.3 difficult 100-150| 0.05-0.08| 0.05-0.08
steel L/d=25 |good 80 - 100 0.04 - 0.06 | 0.05-0.07
D20CBN
HB > 200 L/d=4 normal 80 - 100 0.04 - 0.06| 0.05 - 0.07

CALCULATION FORMULAS FOR BORING

Ve = n-D-n
Ve cutting speed (m/min.) 1000
D diameter of workpiece (mm)
n number of revolutions / min’ (rev./min) n = Vc-1000
Vf feed rate (mm/min.) n-D
fn feed / rev. (mm/rev) Vf = n-fn
n3.14
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TECHNICAL DATA ARBORS STANDARDS

HSK-A
HSK 32 40 50 63 80 100
uoof b1 t904| 7.05 8.05 10.54 | 1254 | 16.04 | 20.02
6| f3_ ‘ b2 H10 7 9 12 16 18 20
|2 117, | 4 . b3 H10 9 11 14 18 20 22
»sa‘ﬁﬂ ? ) f 210" d1 hio 32 40 50 63 80 100
i 1 d2 24.007 | 30.007 | 38.009 | 48.010 | 60.012 | 75.013
i ﬁ? d4 H1o 17 21 26 34 42 53
SN %M - ‘@ i olgly EE Jf} | E[ d5 Hit 205 255 32 40 50 63
M o d6é 19 23 29 37 46 58
H— = d10 = 26 34 42 53 68 88
. A h2 a1 1 26.5 34.8 43 55 70 92
e M [ d12 3, 37 45 59.3 72.3 88.8 109.75
"3 di3 4 7
2 il B 20 26 29
" “ 2 min. 35 42 45
6 | 3 ‘ fSig:s 16 18 20
. b‘g 7] & f4 5 2 3.75
907 h1.3, 13 17 21 26.5 34 44
‘ h2 9, 9.5 12 15.5 20 25 315
{ [ ‘ .3, 16 20 25 32 40 50
s|9)8l8ls 2/5/% 12 3.2 4 5 6.3 8 10
14 +92 5 6 7.5 10 12 15
AT 15 +9:2 3 3.5 4.5 6 8 10
4 16Js10 | 8.92 11.42 1413 18.13 22.85 28.56
60° <o 17 3, 8 10 10 12.5 125
L | 113 12 19 21 22 24
DIN 69871 A ( I1SO 7388-1)
ISO 30 | 40 | 45 | s0 | 60
a 0.1 3.2
; o b +0.5/0 16.1 19.3 25.7
- d1 31.75 44.45 5715 69.85 107,95
ﬂ d2 6H M12 M16 M20 M24 M30
. j d3 H7 13 17 21 25 32
5 al |a 16 17
5’/ T4 “ d5 =005 59.3 72.3 91.35 107.25 164,75
) aE— d6 0/-01 50 63.55 82.55 97.50 155
d7 0/-05| 443 56.25 75.25 91.25 147,70
P N | O ~ ol o ) ) d8 max. 45 50 63 80 130
° %ELJ%LV e e @ EIB fl =0 14
\’\ L f2 min. B5) 38
8 3 0/-01 19.1
2 37595 M 1 o0/-03| 478 68.4 82.7 101.75 161,90
B 2 +0.5/0 5.5 8.2 10 11.5 14
= Q 13 min. 24 32 40 47 59
5 0/-03 15 18.5 24 30 49
6 0/-03| 16.4 22.8 29.1 35.5 54,5
7 0/-03 19 25 313 377 59,3
MAS 403 BT A
ISO 30 | 35 | 40 | 45 | 50 | 60
" 2 a 04 2 3
p b +02/0 161 19.3 25.7 25,7
—W d1 3175 | 3810 [ 4445 | 5715 69.85 | 107,95
a 3 4 14
& ‘ s d2 e M 12 M 16 M 20 M 24 M30
& . d3 Hs 125 17 21 25 31
“’/ H d4 o0/-05| 38 43 53 73 85 135
d5 hs 46 53 63 85 100 155
5 %EW:F!\ 2lslg d6 =005 | 56.03 | 65.68 | 75.56 | 100.09 | 118.89 | 180.22
L T d7 8 10 12 15 20
I — | f1 01 13.6 14.6 16.6 21.2 23.2 28,2
K— 12 22 24 27 33 38 48
2 3 min. 17 20 21 26 31 34
13 f4 f4 4 5 6 7 1
60° %, H =02 48.4 56.4 65.4 82.8 101.8 161,8
2 +0.5/0 7 9 11 13 16
13 min. 24 30 36 45 56
14 0/-03| 16.3 19.6 226 291 35.4 60,1
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TECHNICAL DATA ARBORS STANDARDS

ANSI/CAT
" P ISO 40 45 50
19.05 :005 b +0.2/0 16.1 19.3 25.7
11.01 d1 eH 44.45 5715 69.85
j 15.87 a5 d2 M 16 M 20 M 24
. (3.18) ‘ 4 d3 H7 17 21 25
&7 | d4 =0.05 72.3 91.35 108.25
Ky rOS d5 0/-01 63.55 82.55 98.5
— d6 0/-05 56.25 75.25 91.25
L d7 =015 44.45 5715 69.95
5| Q %E > @ 5188l 3 f1  min 35 38
N E— T 1 0/-03 68.4 82.7 101.75
j\ 2 +05/0 8.2 10 11.5
LA P 13 min. 32 40 47
2 375" 14 0/-03 22.8 29.10 35.50
5 00 15 0/-03 25 31.3 377
" . DIN 2080
2 a
ks
N
il
s| ol 8 %J } H - ISO 30 40 45 50
0 a 02 1.6 3.2
|| b Hi2 16.1 19.3 25.7
6] L d1 31.75 44.45 5715 69.85
1 7 d2 ato 17.4 25.3 32.4 39.6
- d4 =005 M 12 M 16 M 20 M 24
=T ds5 13 17 21 26
d7 0/-04 50 63 80 975
D e k =015 8 10 12 12
/K 11 68.4 93.4 106.8 126.8
T ﬂﬂ 12 484 65.4 82.8 101.8
o } 14 24 32 40 47
ol || M\l 16 +0.5/0 5.5 8.2 10 1.5
7 max. 16.2 225 29 35.3
ISO40 OTT
ISO 26623-1
PSC 40 50 63 80
b1 £0.1 46 59.3 70.7 86
Dm 28 35 44 55
- d1 01 40 50 63 80
- d2:9¢s 18 21 28 32
gest d4 M14x1.5 M16x1.5 M20x2
5 93 } D 5 dt 5 7
O 11 2.5 3
RA 12 204 24 30 38 48
" 13 min 20 22 30
PR IS 16 £0.15 8 10 12
h1 £0.1 11 14 18 2R
r1 0.3 4 5 6 7
) ISO 26623-2
PSC 40 50 63 80
< e / \ Dm 28 35 44 55
A= >’J &J d1 min 40 50 63 80
d3 2.5 3 4 5
11 2.3 2.8 2.8 2.8
a3 12 204 23.4 29.4 37.4 47.4
3 13 x0.2 21 26 33.5 43
2 14 11.5:02 14.5:02 18.5:0.2 22.8:02
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