HAM

PRAZISION

Precision Tools in Solid Carbide, Diamond, & Cermets

for Drilling - Countersinking - Reaming
Prazisionswerkzeuge in Vollhartmetall, Diamant & Cermets
fiir Bohren - Senken - Reiben
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HAM Develops and Manufactures Tools
and Tooling-Systems for the Worldwide Market.

HAM - Your Competent Partner in the
Precision Technology

o Solid Carbide, Cermets, Ceramic Tools for
Drilling, Countersinking, Milling and Reaming

e Carbide, Diamond and CBN Tools with
all modular Interfaces as Monoblock Tools,
Indexable Inserts and Cartridge Tools
(adjustable rough and precisely) for Drilling
and Countersinking, for Milling and for Pre-
and Precise Machining

* Project Planning and Project Engineering
* Worldwide TCM-partner for Tool Management
Systems in Automotive and Aerospace Industry

and their Suppliers

¢ Solid Carbide Drilling and Routing Tools for
PCB Industry

HAM is certified acc. to DIN EN SO 9001,
VDA 6.4. and DIN EN SO 13485
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HAM Entwickelt und Produziert Werkzeuge und
Werkzeug-Systeme flr den Weltweiten Markt.

HAM - Ihr kompetenter Partner in der
Prazisionswerkzeug-Technologie

¢ Vollhartmetall, Cermets, Keramik-Werkzeuge
zum Bohren, Senken, Frasen und Reiben

¢ Hartmetall, Diamant- und CBN-Werkzeuge
mit allen modularen Schnittstellen als
Monoblockwerkzeuge, Wendeplatten- und
Kassettenwerkzeuge (grob und fein einstellbar)
zum Bohren und Senken, zum Frasen und far
die Vor und Feinstbearbeitung

* Projektplanung und Projekt-Engineering

* Weltweiter TCM-Partner flr Tool Management
Systeme in der Automobil und Flugzeug-
industrie und ihren Zulieferbetrieben

¢ Vollhartmetall-Bohr und Fraswerkzeuge
flr die Leiterplattenindustrie

HAM ist zertifiziert nach DIN EN 1SO 9001,
VDA 6.4. und DIN EN ISO 13485



HAM rrAZISION

Explanation of Pictograms
Piktogramm-Ubersicht

i i Solid Carbide —1 Carbide Edge Cermet Edge PCD Cutting Edge
CUttIng Materlal WHM | Ultra Micro Grain HM /;/a,gfm%ta//— 9 Cormat Cermet—Schne%e PED PKD-Schneide 9+c9
1 Feinstk chneide
Schneidstoff | feinstkom ] | |
Type Normal For Soft For Hard Typ HAM Standard
Tj'F M| Normal Tj'F W| Materials Tj'F H| Materials Werk Werksnorm
E/p Fiir Weiche Fiir Harte
_— = Werkstoffe Werkstoffe
Number of Flutes 2 Flutes 3 Flutes 4 Flutes I 3-4 Flutes
Zihnezah! Il | 2F6ten I3 3 Flsten Id | 4F6ten 34 | 34Foten
—_ 1 4-8 Flutes
lEE 4-8 Fléiten
Standard Werk HAM Standard ON oin DN
Werksnorm
Norm Ham (11 ] SHE [1xr]
Cutting Length E ? XDDiimeter .I% 5 x Diameter E 7 x Diameter E 8 x Diameter
SChne/d/énge 0 x Durchmesser T 5 x Durchmesser 20 7 x Durchmesser 10 8 x Durchmesser
12 x Diameter 15 x Diameter 20 x Diameter 25 x Diameter
% 12 x Durchmesser % 15 x Durchmesser % 20 x Durchmesser % 25 x Durchmesser
1
| 30 x Diameter 40 x Diameter
% 30 x Durchmesser % 40 x Durchmesser
Cylindrical Shank  [fm#E] Clamping Fixture #] Clamping Fixture Cylindrical Shank
Shank ﬁ acc. DIV r;;m- Weldon E‘-"IE Whistle Notch [T W | Zindenchar
2 ) \
Shaft i T i LB | e Noteh
Shank HA Shank HB Shar?Il(CHE SHEMK ;hrsinhk Fitﬁ "
i i witl tr Schrumpffutter
ﬁétf?H'E !X'Jf?/lg Shaft HE FIT | Geeingnet
with IC with IC with IC e
Helix Angle ———3 0° Helix 15° Right Hand ~ f=] 30° Right Hand === 45° Right Hand
. . g 0° Rechtsspirale Helix E oo Helix 9 | Helix
SIOI ralwinkel AL 1w 15° Rechtsspirale E 30° Rechtsspirale ﬂ 45° Rechtsspirale
20° Left Hand 6-8° Left Hand
Ee Helix B Helix
HmE | 300 Linksspirale B-FIL| 550 Linksspirale
Point Angle E E
Spitzenwinkel 120 130 137
Application Web Thinning Interior Tolernance Tolernance
Ausspitzung Coolant W& | Toleranz Toleranz
Anwendung Fomn B Innenkahlung
High Step Drill Corner Chamfer
HPC Performance Stufenbohrer Eckenfase
Cutting al
Mist Coolant Thru Coolant No Coolant
b External ‘ Kahlmittel Durch b Keine Kihlmittel
MMS Spraykihlung Max None




HAM rrEAzISION VOLLHARTMETALL-DIAMANT-BOHRERPROGRAMM

Drill Description » Solid Carbide Twist Drill
DIN » [ HAM 6539 338 HAM 338 HAM 6539 338 HAM HAM HAM HAM
Drill Length > — — — — — — — — — — — —
Part Number 30-1000 | 30-1081 30-1121|30-1161 | 30-1201| 30-1301 | 30-1320 | 30-1361| 30-1401 | 30-1441 | 30-1481| 30-1520
HAM Type 300 304 310 313 314 — 342 322 323 326 385 328
Page Number 10 1 12 14 15 16 17 18 19 20 21 22
Drill Type N N N w w N N N N N N N
Material Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide
Flutes 2 2 2 2 2 2 2 3 3 3 3 2
Coating = TA TA TA-AL | TA-AL TA — TA TA TA TA —
0 in mm 0.5-3.0|05-20.0|1.0-16.0| 0.5-3.0|1.0-10.0| 0.1-3.0 |3.0-16.0|3.0- 16.0| 4.0-16.0| 3.0-20.0{0.5-3.175| 2.5- 15.1
@ in mm 02-12| .02-.79 | .04-.63 | .02-12 | .04-.39 |.004-.12| .12- 63 | .12-.63 | .16-.63 | .12-.79 | .02-.13 | .10-.59
Internal Coolant — - - - — — — — IC — — —
Direction of Cut Right | Right | Right | Right | Right | Right | Right | Right | Right | Right | Right | Right
Flute Style Spiral | Spiral | Spiral | Spiral | Spiral | Spiral | Spiral | Spiral | Spiral | Spiral | Spiral | Spiral
techn. Ausfiihrung »
Point Angle sl Fall sl ] s R sl ) ) s e
120° 120° 120° 130° 130° 130° 140° 140° 140° 130° 120°

{2 {g fg Q @ E( j Kevlar w
Form A Form A Form A Form A Form B Form C Werk Werk Werk Werk Form A

K 0
v Material Group
Alumunim ° O (e} ° ) ° ) ° ° (e} °
Aluminum > 9% Si O ¢} (@) () ° o ° ° ° O (e}
Steel < 23 HRC (@) [ () (0] (@) ) ) ) ° ° °
Steel < 38 HRC O ° ° (e} (e} ° ° ° ° (e} °
Steel < 55 HRC O
Steel < 60 HRC
SST < 23 HRC O @] @] @] (@] [ ] (@] (@] (@] (@]
SST > 23 HRC ) @) @) (¢} (¢} O O ) ) e)
Cast Iron O ) ) O o ° o o ° °
Iconel,Hayes,Alloy (o) (o) (o) o)

® very suitable O suitable



SOLID CARBIDE AND DIAMOND DRILLING PROGRAM HAM rrAZISION

HAM Superdrill HAM Nirodrill HAM Multidrill
6537 K | 6537 | 6537K | 6537 HAM HAM [ 6537K | 6537 HAM HAM HAM HAM HAM HAM
3xD 5xD 3xD 5xD 8xD | 12xD | 3xD 5xD 8xD 3xD 5xD 7xD | 12xD —
30-1621{30-1701|30-1741 {30-1781|30-1821|30-1861 [ 30-1891|30-1901 | 30-1941 [ 30-1961 | 30-2001 | 30-2041 | 30-2081 | 30-2120
280 283 285 286 292 293 — 270 271 297 298 299 294 296
24 25 27 29 31 32 34 35 37 40 41 42 43 44
HAM HAM HAM HAM HAM HAM HAM HAM HAM HAM HAM HAM HAM HAM
Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide
2 2 2 2 2 2 2 2 2 2 2 2 2 2
TA-C TA-C TA-C TA-C TA-C TA-C | TACN | TACN | TACN TA TA TA TA —
2.8-20.0{3.0-16.03.0-22.0{3.0-20.0 |3.0-20.0(3.0-12.0{2.8-16.0|3.0-16.0 {3.0- 16.0| 4.0-20.0 | 6.8- 20.0 | 4.0- 20.0 | 4.0- 16.0 | 3.3- 18.9
A1-.79 | 12-63 | 12-87 | 12-.79 | 12-79 | 12-.47 | A1-63 | 12-63 | .12-.63 | 16-.79 | 27-.79 | .16-.79 | .16-.63 | .13-.74
— — IC IC IC IC IC IC IC IC IC IC IC IC
Right | Right | Right | Right | Right | Right | Right | Right | Right [ Right | Right | Right | Right | Right
Spiral | Spiral | Spiral | Spiral | Spiral | Spiral | Spiral | Spiral | Spiral [ None | None | None | None | None

LIV SISV SISV SIS (KDY SV KD ) (S (KT [P
N N O O O O O N N N N N O O
140° 140° 140° 140° 140° 140° 140° 140° 140° 140° 140° 140° 140° 140°
Werk Werk Werk Werk Werk Werk Werk Werk Werk Werk Werk Werk Werk Werk
0
O (e} (e} (e} (@] @] [ ] [} [} [ ] [ ] [} o )
(@) O (@) @) (@) (@) (@) (@] (@] [ ] [} [ ] ° [ )
[ ] [ ] [ ] [} [ J [ ]
[ [ ) [ ) [ ] [ ] [ ]
[ [ ) [ ) [ [ ] [ ]
O O (e} (e} O (@] [} [ ] [}
(@) (@) (@) (@) (@) O [ ] [ ] [ )
[} [} o o [ ] [} @] (@] (@] [} [} [ ] [} ]
O O (e} O O O O (@] (@]

® very suitable O suitable



HAM rrAZISION

VOLLHARTMETALL-DIAMANT-BOHRERPROGRAMM
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Drill Description »

Solid Carbide Twist Drill

Steel < 55 HRC

DIN » | HAM HAM HAM HAM HAM HAM HAM HAM HAM HAM HAM HAM HAM HAM
Drill Depth »| 5xD | 8xD | 12xD | 15xD | 20xD | 15xD | 20xD | 25xD | 30xD | 40xD | 15xD | 20xD | 25xD | 30xD
Part Number 30-2181|30-2221|30-2261 | 30-2301 | 30-2341| 30-2381| 30-2421 | 30-2461 | 30-2501 | 30-2541 | 30-2580 | 30-2620 | 30-2660 | 30-2700
HAM Type = = = = = = = = = = = = — —
Page Number 47 48 49 50 51 52 52 53 53 54 54 55 55 56
Drill Type HAM HAM HAM HAM HAM HAM HAM HAM HAM HAM HAM HAM HAM HAM
Material Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | Carbide
Flutes 2 2 2 2 2 2 2 2 2 2 2 2 2 2
Coating TA TA TA TA TA TA-C TA-C TA-C TA-C TA-C — — — —
@ inmm 1.0-3.0{1.0-30| 1.0-3.0 | 1.0-3.0 | 1.0-3.0 |3.0-14.0/3.0-12.0/3.0-10.0| 3.0-8.0 | 40-5.0 |3.0-14.0{3.0-12.0{3.0-10.0| 3.0-7.0
Ginin 04-12 | .04-12| .04-12 | .04-.12 | 04-12 | 12-.55| 12-.47 | 12-39 | 12-31 | .16-.20 | .12-.55 | .12-.47 | 12-39 | 12-.28
Internal Coolant IC IC IC IC IC IC IC IC IC IC IC IC IC IC
Direction of Cut Right | Right | Right | Right | Right | Right | Right | Right | Right | Right | Right | Right | Right | Right
Flute Style Spiral | Spiral | Spiral | Spiral | Spiral | Spiral | Spiral | Spiral | Spiral | Spiral | Spiral | Spiral | Spiral | Spiral
Techn. Application »
Point Angle SN AN RN RN RN 2N R L) (2
140° 140° 140° 140° 140° 137° 137° 137° 137° 137° 137° 137° 137° 137°
Werk Werk Werk Werk Werk %e% %e% % %a% % a.FormA) | (&.FormA| | |a.FormA[ | |& FormA
v Material Group
Aluminum ° ° ° °
Aluminum > 9% Si ° ° ° °
Steel < 23 HRC ° ° [ [ ) ) ° ) ) °
Steel < 38 HRC ° ° ° ° ° ° ° ° ° °

Steel < 60 HRC

SST <23 HRC ° ° ° ° ° ° ° ° ° °
SST > 23 HRC (0) 0) o e} ¢} (¢} (¢} @) (@) (@)
Cast Iron ° ° ° ) ) ) ° ° ° °
Inconel,Hayes,Alloy ) o) o) (@) (¢) (0] () ) ) (o)

® very suitable O suitable



SOLID CARBIDE AND DIAMOND DRILLING PROGRAM HAM rrAZISION

!f- 5

s ‘e
Center Drill NC-Center Sinker Diamond Drill
HAM | 333R | 333A [ HAM | HAM ([ 335C | 6539 338 338 HAM | HAM | HAM | HAM | HAM | HAM
40xD | — — — — — — — — — — — | 3xD | 5xD | —

30-2740 [ 30-2760 | 30-2800 | 30-2841 | 30-2881 | 30-2921 [ 33-1000 | 33-1040 | 33-1080 | 33-1IC |33-1160 | 33-ICO | 33-1240 | 33-1280 | 33-1320
— 329 330 331 332 337 3304 | 3310 | 3311 3270 | 3380 | 3328 | 3297 | 3298 | 3296
56 58 58 59 59 60 62 63 64 64 66 67 67 68 68

HAM N N N N HAM N N N N N N HAM HAM HAM
Carbide | Carbide | Carbide | Carbide | Carbide | Carbide | PCD PCD PCD PCD PCD PCD PCD PCD PCD
2 2 2 2 2 3 2 2 2 2 2 2 2 2 2

— — — TA TA TA — — — — — — — — —
40-50 [ 05-63|0.5-63 |5.0-20.0(50-20.0|6.3-31.0(3.0-20.0/3.0-20.0{8.0-20.0 {2.5-6.35|0.5-3.175|3.3-13.2 [4.0-12.0 | 4.0-12.0 | 4.2- 13.2
16-.20 (.02-.25 | .02-.25|.20-.79 | .20-.79 |.25-1.22 12-.79 | 12-.79 | 31-.79 | .10-.25 | .02-.13 | .13-.52 | .16- .47 | .16- .47 | .17- .52

IC — — — — — — — IC — — — IC IC IC
Right | Right | Right | Right | Right | Right | Right | Right | Right | Right | Right | Right | Right | Right | Right
Spiral | Spiral | Spiral | Spiral | Spiral | None | Spiral | Spiral | Spiral | Spiral | Spiral | Spiral | None | None | None

O O O O O O O N N N N N N N N
137° 120° 120° 120° 90° 90° 120° 120° 120° 120° 130° 120° 140° 140° 140°
[/ (=4 )

Form A Form A Form A Form A Form A Werk Werk Werk
{90"& {90"&
[ [ ) [ ) [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ ] [ [ )
[ ) [ ) o [ ] [ ] [ ] [ ] [ ] [ [ ] [ [ [ [ ) [ )
[ ] [ ] [} [ J [ ]
[ ) [ ) [ ] [ ] [ ]

@) @) @) @) @)
(0] (0] (0] O O
[ ] [ ] [ [ [ ]
@) @) @) @) @)

® very suitable O suitable
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Schnittdaten / cutting data

HAM PrRAZISION

HAM 300

Conversion to Inch:

* To convert VC (meters per minute)
to SFM (surface feet per minute)
multiply VC by 3.28

Vollhartmetall-Spiralbohrer
solid carbide twist drill

‘VHM’ ‘ 22 ’ Werk

30° rechts Norm

‘TypN’ /52’:} ) HA

SHRINK
s

* To convert f (mm per minute) 12
to IPR (inches per rev.) divide f by
25.4 - I >
i Alu Alu Stahl Stahl Stahl INOX [ INOX GG hochw.
Material >9% | <800 <55 <60 <800 | >800 Legier- b ‘ b AIR
Si N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-1000 [ J o (o] o (o] (o] (o] o [ J [ J
® sehr gut geeignet/very suitable O geeignet/suitable
Werkstoffgruppe _ - -
Material group ° 0,5-0,9 0,95- 1,5 1,55-3
Ve [m/min] 100 100 100
f [mm/U] 0,03 0,05 0,09
Alu
vf [mm/min] 1370 1230 1240
n [1/min] 45500 24500 13800
Ve [m/min] 80 80 80
f [mm/U] 0,02 0,04 0,08
Alu > 9 % Si
vf [mm/min] 730 780 890
n [1/min] 36400 19600 11100
Vc [m/min] 70 70 70
f [mm/U] 0,02 0,03 0,06
Stahl < 800 N/mm?
vf [mm/min] 640 510 580
n [1/min] 31800 17100 9700
Vc [m/min] 60 60 60
f [mm/U] 0,01 0,02 0,05
vf [mm/min] 270 290 420
n [1/min] 27300 14700 8300
Vc [m/min] 50 50 50
f [mm/U] 0,01 0,01 0,03
vf [mm/min] 230 120 210
n [1/min] 22700 12200 6900
Vc [m/min] 40 40 40
f [mm/U] 0,01 0,02 0,03
INOX < 800 N/mm?
vf [mm/min] 180 200 170
n [1/min] 18200 9800 5500
Ve [m/min] 30 30 30
f [mm/U] 0,01 0,01 0,02
INOX > 800 N/mm?
vf [mm/min] 140 70 80
n [1/min] 13600 7300 4200
Vc [m/min] 80 80 80
f [mm/U] 0,02 0,03 0,06
GG
vf [mm/min] 730 590 670
n [1/min] 36400 19600 11100
Vc [m/min] 55 55 55
f [mm/U] 0,01 0,02 0,05
vf [mm/min] 360 390 560
n [1/min] 36400 19600 11100
Ve [m/min] 120 120 120
f [mm/U] 0,02 0,03 0,04
vf [mm/min] 1090 880 660
n [1/min] 54600 29400 16600

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with

excellent results.
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* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4
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Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.
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HAM PrREZISION Schnittdaten / cutting data

DIN
30° rechts’ 6539

Conierson to e NS S— ) ) B

* To convert VC (meters per minute 30-1080* ‘

HAM 304 Vollhartmetall-Spiralbohrer

solid carbide twist drill ‘VHM ’ ‘ 22 ’

" SHRINK
to SFM (surface feet per minute) FIT
multiply VC by 3.28 N —

. i 3 30-1081 | 1
* To convert f (mm per minute)
to IPR (inches per rev.) divide f by 12
25.4
11 |
- >
1 Alu Alu Stahl Stahl Stahl Stahl INOX INOX GG hochw.
Material >9% | <800 | <1200 <55 <60 <800 | >800 Legier- b ‘ b AIR

Si N/mm? | N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne

30-1080* [ J o O o O o O o o [} [ ]
30-1081 o o [ ] [ (@) o o [ ) [ ) o [

@ sehr gut geeignet/very suitable O geeignet/suitable
Werkstoffgruppe

N 0,5-0,9(0,95-1,5 1,6-3 |3,1-3,3|3,4-3,7|3,8-4,2(4,3-4,7|4,8-5,3| 54-6 |6,1-6,7|6,8-7,5(7,6-8,58,6-9,5(10-10,5{11-11,5| 12-13 | 14 15 16 18 20
Material group

Ve [m/min] | 230 | 230 230 230 230 230 230 230 230 230 230 230 230 230 | 230 | 230 | 230 | 230 | 230 | 230 | 230
f [mm/U] 0,06 | 0,10 [ 0,15 [ 0,15 | 0,5 | 0,18 | 0,18 | 0,20 | 0,20 | 0,25 | 0,25 | 0,30 | 0,40 | 0,40 | 0,40 | 045 | 045 [ 045 [ 0,50 | 0,55 | 0,60

Al vf [mm/min] 1200 | 2000 | 3000 | 3000 | 3000 | 3290 | 2930 | 2920 | 2520 | 2830 | 2550 | 2760 | 3240 | 2880 | 2600 | 2660 | 2340 | 2210 | 2300 | 2260 | 2220
n [1/min] | 20000 [ 20000 | 20000 | 20000 | 20000 | 18300 | 16300 | 14600 | 12600 | 11300 | 10200 | 9200 | 8100 | 7200 | 6500 | 5900 | 5200 | 4900 | 4600 | 4100 | 3700
Ve [m/min] | 180 180 180 180 180 180 180 180 180 180 180 180 180 180 180 180 180 180 180 180 180
Al 5 % G f [mm/U] 0,05 | 009 | 0,14 | 0,14 | 0,74 | 0,6 | 0,16 | 0,18 | 0,18 | 0,23 | 0,23 | 0,28 | 0,35 | 0,35 | 0,35 | 0,40 | 0,40 [ 040 [ 045 | 0,50 | 0,55

vf [mm/min] 1000 | 1800 | 2800 | 2550 | 2200 | 2290 | 2030 | 2070 | 1780 [ 2020 | 1840 | 2020 | 2240 | 1960 | 1790 | 1840 | 1640 | 1520 | 1620 | 1600 | 1600
n [1/min] | 20000 [ 20000 | 20000 | 18200 | 15700 | 14300 | 12700 | 11500 | 9900 | 8800 | 8000 | 7200 | 6400 | 5600 | 5100 | 4600 | 4100 | 3800 | 3600 | 3200 | 2900
Ve [m/min] | 90 90 90 90 90 90 90 90 90 90 90 90 90 90 90 90 90 90 90 90 90

Stahl < 800 N/ f [mm/U] 0,05 | 010 | 012 | 012 | 0,12 | 0,14 | 0,14 | 0,16 | 0,16 | 0,18 | 0,18 | 0,20 | 0,25 | 0,25 | 0,25 | 0,30 | 0,30 | 0,30 | 0,32 | 0,35 | 0,40
mm? vf [mm/min] 1000 | 2000 | 1380 | 1090 [ 940 [ 1010 | 900 910 780 790 720 720 800 700 | 650 [ 690 | 600 570 580 560 560
n [1/min] | 20000 [ 20000 | 11500 [ 9100 | 7800 | 7200 | 6400 | 5700 | 4900 | 4400 | 4000 | 3600 | 3200 | 2800 | 2600 | 2300 | 2000 | 1900 | 1800 | 1600 | 1400
Ve [m/min] | 80 80 80 80 80 80 80 80 80 80 80 80 80 80 80 80 80 80 80 80 80

stahl < 1200 N/ | f [mm/U] 0,03 | 006 | 0,07 | 007 | 007 | 009 | 009 [ 012 | 012 | 0,14 | 0,14 | 0,16 | 0,18 | 0,18 | 0,18 | 0,20 | 0,20 | 0,20 | 0,25 | 0,32 | 0,35
mm? vf [mm/min] 600 | 1180 | 710 570 | 490 580 510 610 530 550 | 490 510 500 | 450 | 410 | 400 | 360 | 340 | 400 | 450 | 460
n [1/min] | 20000 | 19600 | 10200 [ 8100 | 7000 | 6400 | 5700 | 5100 | 4400 | 3900 | 3500 | 3200 | 2800 | 2500 | 2300 | 2000 | 1800 | 1700 | 1600 | 1400 | 1300
Ve [m/min] | 60 60 60 60 60 60 60 60 60 60 60 60 60 60 60 60 60 60 60 60 60

f [mm/U] 0,02 | 0,05 | 0,05 0,05 | 005 | 007 | 007 [ 009 | 009 | 012 | 0,12 | 0,14 | 0,15 | 0,15 | 0,15 | 0,17 | 0,17 [ 0,17 | 0,20 | 0,25 03

vf [mm/min] 400 740 380 310 260 340 290 340 300 350 320 340 320 290 | 260 | 260 | 240 | 220 | 240 | 240 | 240
n [1/min] | 20000 | 14700 | 7600 | 6100 | 5200 | 4800 | 4200 | 3800 | 3300 | 2900 | 2700 | 2400 | 2100 | 1900 | 1700 | 1500 | 1400 | 1300 | 1200 | 1100 | 1000
Ve [m/min] | 50 50 50 50 50 50 50 50 50 50 50 50 50 50 50 50 50 50 50 50 50

INOX < 800 N/ f [mm/U] 0,03 [ 0,05 | 0,06 | 0,06 | 0,06 | 008 | 008 | 0,10 | 0,10 | 0,13 | 0,13 | 0,75 | 0,76 | 0,76 | 0,76 | 0,18 | 0,18 | 0,18 | 0,23 | 0,25 0,3

mm? vf [mm/min] 600 610 380 310 260 320 280 320 270 310 290 300 290 260 | 220 | 230 | 200 | 200 | 230 | 230 | 240
n [1/min] | 20000 | 12200 | 6400 | 5100 | 4400 | 4000 | 3500 | 3200 | 2700 | 2400 | 2200 | 2000 | 1800 | 1600 | 1400 | 1300 | 1100 | 1100 | 1000 | 900 | 800
Ve [m/min] | 40 40 40 40 40 40 40 40 40 40 40 40 40 40 40 40 40 40 40 40 40

INOX > 800 N/ f [mm/U] 0,02 | 0,03 | 0,04 | 0,04 | 0,04 | 006 | 006 | 008 | 008 | 0,10 | 0,10 | 0,13 | 0,74 | 0,74 | 0,74 | 0,76 | 0,16 | 0,16 | 0,20 | 0,22 | 0,25
mm? vf [mm/min] 340 | 290 200 160 140 190 170 200 180 200 180 210 200 170 150 160 140 130 160 130 140
n [1/min] 17000 | 9800 | 5100 | 4000 | 3500 | 3200 | 2800 | 2500 | 2200 | 2000 | 1800 | 1600 | 1400 | 1200 | 1100 [ 1000 | 900 | 800 | 800 | 700 | 600
Ve [m/min] | 90 90 90 90 90 90 90 90 90 90 90 90 90 90 90 90 90 90 90 90 90

f [mm/U] 0,05 | 0,07 | 0,70 [ 0,70 | 0,70 | 0,12 | 0,12 | 0,15 | 0,15 | 0,17 | 0,17 | 0,18 | 0,23 | 0,23 | 023 | 0,28 | 0,28 | 0,28 | 0,30 | 0,35 | 0,37
vf [mm/min] 1000 | 1400 | 1150 | 910 780 860 770 860 740 750 680 650 740 | 640 | 600 | 640 560 530 540 560 520
n [1/min] | 20000 [ 20000 | 11500 [ 9100 | 7800 | 7200 | 6400 | 5700 | 4900 | 4400 | 4000 | 3600 | 3200 | 2800 | 2600 | 2300 | 2000 | 1900 | 1800 | 1600 | 1400
Ve [m/min] | 70 70 70 70 70 70 70 70 70 70 70 70 70 70 70 70 70 70 70 70 70

f [mm/U] 0,04 | 0,06 | 009 [ 009 [ 009 | 011 | 011 [ 014 | 014 | 0,16 | 0,16 | 0,17 | 0,20 | 0,20 | 0,20 | 0,25 | 0,25 [ 0,25 | 0,28 | 0,30 | 0,32
vf [mm/min] 800 | 1030 | 800 640 550 620 550 630 530 540 500 | 480 500 | 440 | 400 | 450 | 400 | 380 | 390 | 380 | 390
n [1/min] | 20000 [ 17100 [ 8900 | 7100 | 6100 | 5600 | 5000 | 4500 | 3800 | 3400 | 3100 | 2800 | 2500 | 2200 | 2000 | 1800 | 1600 | 1500 | 1400 | 1200 | 1100
Ve [m/min] | 180 180 180 180 180 180 180 180 180 180 180 180 180 180 180 180 180 180 180 180 180
f [mm/U] 0,04 | 008 | 013 ( 013 | 0,13 | 0,15 | 015 [ 0,17 | 0,17 | 0,20 | 0,20 | 0,23 | 0,28 | 0,28 | 0,28 | 0,35 | 0,35 [ 0,35 | 0,40 | 045 | 0,50
vf [mm/min] 800 | 1600 | 2600 | 2370 | 2040 | 2150 | 1910 | 1960 | 1680 [ 1760 | 1600 | 1660 | 1790 | 1570 | 1430 | 1610 | 1440 | 1330 | 1440 | 1440 | 1450
n [1/min] | 20000 [ 20000 | 20000 | 18200 | 15700 | 14300 | 12700 | 11500 | 9900 | 8800 | 8000 | 7200 | 6400 | 5600 | 5100 | 4600 | 4100 | 3800 | 3600 | 3200 | 2900

* FUnbeschichtete Werkzeuge (30-1080): Vc 0,8 (ca.)
* uncoated tools (30-1080): Vc 0,8 (ca.)

GG

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.


HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data HAM PrRAZISION

HAM 310 Vollhartmetall-Spiralbohrer ‘VHM’ ‘ 22 ’ DIN
solid carbide twist drill Wrechts| | 338
Typ N U HA
Conversion to Inch: I ‘ P ’ /120> j
* To convert VC (meters per minute) 30-1120* # SHRINK
to SFM (surface feet per minute) —X
multiply VC by 3.28 LIRS === Sae——— V) AT
i 3 01121 | 1
* To convert f (mm per minute)
to IPR (inches per rev.) divide f by 12
25.4
- n -
bl
i Alu Alu | Stahl | Stahl Stahl | Stahl INOX | INOX | GG hochw.
Material >9% | <800 | <1200 <55 <60 <800 | >800 Legier- b ‘ b AIR
Si N/mm? | N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-1120* [ ) e} (¢] o (o} o o o (¢] [J (]
30-1121 (e} o [ ] (o] [ J (o] (o] [ ] [ J o [ J
@ sehr gut geeignet/very suitable O geeignet/suitable
B SEGEREe || 1-15 | 16-3 [31-33(34-3738-42(43-47|48-53| 54-6 |61-65(68-75|76-85(86-95(10-105[11-115] 12-13 | 14 15 16

Material group

Ve [m/min] 230 230 230 230 230 230 230 230 230 230 230 230 230 230 230 230 230 230
f [mm/U] 0,05 0,09 0,12 0,12 0,12 0,15 0,15 0,17 0,17 023 023 0,28 035 035 035 0,40 0,40 0,40

Alu
vf [mm/min]| 1000 1800 2400 2400 2200 2450 2190 2180 1970 2420 2120 2160 2450 2240 2070 2080 1960 1840
n [1/min] 20000 20000 20000 20000 18300 16300 14600 12800 11600 10500 9200 7700 7000 6400 5900 5200 4900 4600
Ve [m/min] 180 180 180 180 180 180 180 180 180 180 180 180 180 180 180 180 180 180
f [mm/U] 0,04 0,08 0,10 0,10 0,10 0,12 0,12 0,15 0,15 0,20 0,20 0,25 030 030 030 035 035 035
Alu > 9 % Si
vf [mm/min]| 800 1600 1790 1640 1430 1520 1380 1520 1370 1640 1440 1500 1650 1500 1380 1440 1330 1260
n [1/min] 20000 20000 17900 16400 14300 12700 11500 10100 9100 8200 7200 6000 5500 5000 4600 4100 3800 3600
Ve [m/min] 90 90 90 90 90 90 90 90 90 90 90 90 90 0 90 90 90 90
f [mm/U] 0,03 0,06 0,08 0,08 0,08 0,10 0,10 0,14 0,14 0,16 0,16 0,18 023 023 0,23 0,25 0,25 0,25
Stahl < 800 N/mm?

vf [mm/min] 600 750 720 660 580 640 570 700 630 660 580 540 620 580 530 500 480 450
n [1/min] 20000 12500 9000 8200 7200 6400 5700 5000 4500 4100 3600 3000 2700 2500 2300 2000 1900 1800
Ve [m/min] 80 80 80 80 80 80 80 80 80 80 80 80 80 80 80 80 80 80

f [mm/U] 0,02 0,05 0,06 0,06 0,06 0,07 0,07 0,10 0,10 0,12 0,12 0,14 0,15 0,15 0,15 0,20 0,17 0,17
vf [mm/min] 390 560 480 440 380 400 360 450 400 430 380 380 360 330 300 360 290 210
n [1/min] 19600 11100 8000 7300 6400 5700 5100 4500 4000 3600 3200 2700 2400 2200 2000 1800 1700 1600
Ve [m/min] 60 60 60 60 60 60 60 60 60 60 60 60 60 60 60 60 60 60

f [mm/U] 0,01 0,03 0,04 0,04 0,04 0,05 0,05 0,07 0,07 0,09 0,09 0,10 0,12 0,12 0,12 0,15 0,15 0,15
vf [mm/min] 150 250 240 20 190 210 190 240 210 240 20 200 20 200 180 210 200 180
n [1/min] 14700 8300 6000 5500 4800 4200 3800 3400 3000 2700 2400 2000 1800 1700 1500 1400 1300 1200
Ve [m/min] 50 50 50 50 50 50 50 50 50 50 50 50 50 50 50 50 50 50

f [mm/U] 0,02 0,03 0,04 0,04 0,04 0,05 0,05 0,08 0,08 0,10 0,10 0,12 0,14 0,14 0,14 0,16 0,16 0,16
vf [mm/min] 240 210 200 180 160 180 160 220 200 230 200 200 210 200 180 180 180 160
n [1/min] 12200 6900 5000 4500 4000 3500 3200 2800 2500 2300 2000 1700 1500 1400 1300 1100 1100 1000

Stahl < 1200 N/mm?

INOX < 800 N/mm?

Ve [m/min] 40 40 40 40 40 40 40 40 40 40 40 40 40 40 40 40 40 40

f [mm/U] 0,01 0,02 0,03 0,03 0,03 0,04 0,04 0,05 0,05 0,08 0,08 0,10 0,12 0,12 0,12 0,14 0,14 0,14
INOX > 800 N/mm?

vf [mm/min] 100 110 120 110 100 110 100 110 100 140 130 130 140 130 120 130 110 110

n [1/min] 9800 5500 4000 3600 3200 2800 2500 2200 2000 1800 1600 1300 1200 1100 1000 900 800 800

Ve [m/min] 90 90 90 90 90 90 90 %0 90 90 90 90 90 90 90 %0 90 90

f [mm/U] 0,03 0,06 0,07 0,07 0,07 0,08 0,08 011 0,11 0,15 0,15 0,15 020 0,20 0,20 023 0,23 0,23
vf [mm/min] 600 750 630 570 500 510 460 550 500 620 540 450 540 500 460 460 440 410
n [1/min] 20000 12500 9000 8200 7200 6400 5700 5000 4500 4100 3600 3000 2700 2500 2300 2000 1900 1800
Ve [m/min] 70 70 70 70 70 70 70 70 70 70 70 70 70 70 10 70 70 70

f [mm/U] 0,02 0,05 0,06 0,06 0,06 0,07 0,07 0,08 0,08 0,13 0,13 0,15 0,18 0,18 0,18 023 023 0,23
vf [mm/min] 340 490 420 380 340 350 320 310 280 420 360 350 380 340 320 370 350 320
n [1/min] 17100 9700 7000 6400 5600 5000 4500 3900 3500 3200 2800 2300 2100 1900 1800 1600 1500 1400
Ve [m/min] 180 180 180 180 180 180 180 180 180 180 180 180 180 180 180 180 180 180
f [mm/U] 0,03 0,08 0,08 0,08 0,08 0n 01 0,12 0,12 0,18 0,18 020 025 025 0,25 030 030 030
vf [mm/min] 600 1600 1430 1310 1140 1400 1270 1210 1090 1480 1300 1200 1380 1250 1150 1230 1140 1080
n [1/min] 20000 20000 17900 16400 14300 12700 11500 10100 9100 8200 7200 6000 5500 5000 4600 4100 3800 3600

* Unbeschichtete Werkzeuge (30-1120): Vc 0,8 (ca.)
* uncoated tools (30-1120): Vc 0,8 (ca.)

GG

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.


HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM prEZISION

Schnittdaten / cutting data

Vollhartmetall-Spiralbohrer

Werk
X A H N VHM ’ ‘ Z2 ’ "
solid carbide twist drill ‘ B0 rechte] | Norm
: W WPW| || D Ha
Conversion to Inch: 130°
30-1160*
* To convert VC (meters per minute) SHRINK
to SFM (surface feet per minute) & ‘ FIT
multiply VC by 3.28 d2 —
* To convert f (mm per minute) I3 30-1161
to IPR (inches per rev.) divide f by |
25.4 2
- I" -
ad =1
i Alu Alu Stahl Stahl | Stahl INOX | INOX | GG hochw.
Material >9% | <800 <55 <60 <800 | >800 Legier- b ‘ b AIR
Si N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-1160* [ [ (¢] (¢] (e] (¢] o o [ (¢] (¢] [ ]
30-1161 [ ] [ ] o (e) o o (e] (o] [ ] o (e] [ J
@ schr gut geeignet/very suitable O geeignet/suitable
WESEEe || 05-06 0,65-0,7 0,75- 0,85 0,90-1,15 12-1,9 2-3
Material group
Ve [m/min] 200 200 200 200 200 200
Al f[mm/U] 0,020 0,030 0,040 0,050 0,100 0,150
u
vf [mm/min] 1000 1500 2000 2500 3980 3680
n [1/min] min. 50000 min. 50000 min. 50000 min. 50000 39800 24500
Ve [m/min] 180 180 180 180 180 180
f[mm/U] 0,015 0,020 0,030 0,040 0,080 0,100
Alu > 9 % Si
vf [mm/min] 750 1000 1500 2000 2860 2200
n [1/min] min. 50000 min. 50000 min. 50000 min. 50000 35800 22000
Ve [m/min] 60 60 60 60 60 60
f[mm/U] 0,010 0,015 0,020 0,025 0,030 0,050
Stahl < 800 N/mm2
vf [mm/min] 350 410 480 440 360 370
n [1/min] 34700 27300 23900 17400 11900 7300
Ve [m/min] 50 50 50 50 50 50
f [mm/U] 0,010 0,010 0,010 0,015 0,020 0,040
vf [mm/min] 290 230 200 220 200 240
n [1/min] 28900 22700 19900 14500 9900 6100
Ve [m/min] 40 40 40 40 40 40
f [mm/U) 0,010 0,010 0,010 0,010 0,012 0,045
INOX < 800 N/mm?
vf [mm/min] 230 180 160 120 100 220
n [1/min] 23100 18200 15900 11600 8000 4900
Ve [m/min] 30 30 30 30 30 30
f [mm/U] 0,010 0,010 0,010 0,010 0,012 0,040
INOX > 800 N/mm?
vf [mm/min] 170 140 120 90 70 150
n [1/min] 17400 13600 11900 8700 6000 3700
Ve [m/min] 65 65 65 65 65 65
- f [mm/U] 0,010 0,012 0,015 0,017 0,020 0,060
vf [mm/min] 380 360 390 320 260 480
n [1/min] 37600 29600 25900 18800 12900 8000
Ve [m/min] 35 35 35 35 35 35
f [mm/U] 0,005 0,007 0,007 0,008 0,010 0,040
vf [mm/min] 100 110 100 80 70 170
n [1/min] 20300 15900 13900 10100 7000 4300
Ve [m/min] 150 150 150 150 150 150
f [mm/U] 0,015 0,017 0,020 0,022 0,025 0,080
vf [mm/min] 750 850 1000 950 750 1470
n [1/min] min. 50000 min. 50000 min. 50000 43400 29800 18400
Ve [m/min] 60 60 60 60 60 60
f [mm/U] 0,015 0,020 0,025 0,030 0,040 0,045
vf [mm/min] 520 550 600 520 480 330
n [1/min] 34700 27300 23900 17400 11900 7300

* Unbeschichtete Werkzeuge (30-1160): Vc 0,8 (ca.)
* uncoated tools (30-1160):Vc 0,8 (ca.)

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with

excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data HAM PrRAZISION

DIN
30° rechts 338

Vollhartmetall-Spiralbohrer
HAM 314 solid carbide twist drill

‘VHM’ ‘ ZZ’

Conversion to Inch:

30-1160*
* To convert VC (meters per minute) ‘ SHRINK
to SFM (surface feet per minute) & _v FIT
multiply VC by 3.28 —
* To convert f (mm per minute) 13
to IPR (inches per rev.) divide f by 2
254
- I -
- el
H Alu Alu | Stahl | Stahl Stahl | Stahl INOX | INOX GG hochw.
Material >9% | <800 | <1200 <55 <60 <800 | >800 Legier- b ‘ b AIR
Si N/mm? | N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-1200* [ ] [ O (¢] o o (¢] o [ o (@) [ ]
30-1201 [ ] [ O (e] [e] (@) (e] o [ o [¢) [ ]
@ sehr gut geeignet/very suitable O geeignet/suitable
WEESEERTTe || 1-19 2-3 31-37 38 -42 43-47 48-53 54-6 65-7 8-10
Material group
Ve [m/min] 200 200 200 200 200 200 200 200 200
Al f [mm/U] 0,020 0,080 0,100 0,120 0,140 0,160 0,180 0,250 0,300
u
vf [mm/min] 850 1890 1820 1910 1970 2000 1980 2280 2130
n [1/min] 42400 23600 18200 15900 14100 12500 11000 9100 7100
Ve [m/min] 180 180 180 180 180 180 180 180 180
f[mm/U] 0,020 0,080 0,100 0,120 0,140 0,160 0,180 0,250 0,300
Alu > 9 % Si
vf [mm/min] 760 1700 1640 1720 1780 1790 1780 2050 1920
n [1/min] 38200 21200 16400 14300 12700 11200 9900 8200 6400
Ve [m/min] 60 60 60 60 60 60 60 60 60
f[mm/U] 0,020 0,070 0,090 0,100 0,110 0,130 0,160 0,180 0,200
Stahl < 800 N/mm?
vf [mm/min] 250 500 500 480 460 480 530 490 420
n [1/min] 12700 7100 5500 4800 4200 3700 3300 2700 2100
Ve [m/min] 50 50 50 50 50 50 50 50 50
f [mm/U] 0,012 0,045 0,060 0,080 0,100 0,120 0,140 0,160 0,180
Stahl < 1200 N/mm?
vf [mm/min] 130 270 270 320 350 370 380 370 320
n [1/min] 10600 5900 4500 4000 3500 3100 2700 2300 1800
Ve [m/min] 40 40 40 40 40 40 40 40 40
f[mm/U] 0,009 0,035 0,045 0,050 0,055 0,065 0,080 0,095 0,110
INOX < 800 N/mm?
vf [mm/min] 80 160 160 160 150 160 180 170 150
n [1/min] 8500 4700 3600 3200 2800 2500 2200 1800 1400
Ve [m/min] 30 30 30 30 30 30 30 30 30
f [mm/U] 0,010 0,030 0,040 0,050 0,060 0,070 0,080 0,090 0,100
INOX > 800 N/mm?
vf [mm/min] 60 110 110 120 130 130 130 130 110
n [1/min] 6400 3500 2700 2400 2100 1900 1600 1400 1100
Ve [m/min] 65 65 65 65 65 65 65 65 65
@ f [mm/U] 0,018 0,050 0,080 0,090 0,100 0,120 0,150 0,160 0,200
vf [mm/min] 250 390 470 470 460 490 540 480 460
n [1/min] 13800 7700 5900 5200 4600 4100 3600 3000 2300
Ve [m/min] 35 35 35 35 35 35 35 35 35
f [mm/U] 0,007 0,030 0,040 0,042 0,045 0,055 0,065 0,075 0,080
vf [mm/min] 50 120 130 120 110 120 120 120 100
n [1/min] 7400 4100 3200 2800 2500 2200 1900 1600 1200
Ve [m/min] 150 150 150 150 150 150 150 150 150
f[mm/U] 0,015 0,060 0,070 0,080 0,090 0,100 0,130 0,160 0,200
vf [mm/min] 480 1060 950 950 950 940 1070 1090 1060
n [1/min] 31800 17700 13600 11900 10600 9400 8200 6800 5300
Ve [m/min] 60 60 60 60 60 60 60 60 60
f[mm/U] 0,015 0,020 0,025 0,030 0,040 0,045 0,050 0,055 0,060
vf [mm/min] 190 140 140 140 170 170 160 150 130
n [1/min] 12738 7077 5459 4777 4246 3746 3294 2729 2123

* Unbeschichtete Werkzeuge (30-1200): Vc 0,8 (ca.)
* uncoated tools (30-1200): Vc 0,8 (ca.)

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM prEZISION

Schnittdaten / cutting data

Vollhartmetall-Spiralbohrer ‘VHM’ ‘ 22 ’ Werk
solid carbide twist drill 30 rects] | Norm
‘ TypN ’ /k{ D HA
Conversion to Inch: 130
* To convert VC (meters per minute) HPC SHRINK
to SFM (surface feet per minute) FIT
multiply VC by 3.28 ——
* To convert f (mm per minute)
to IPR (inches per rev.) divide f by 11
25.4 - >
i Alu Alu | Stahl Stahl | Stahl INOX | INOX | GG hochw.
Material >9% | <800 <55 <60 <800 | >800 Legier- b ‘ b AIR
Si N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-1301 (] [J O (] O [J [ ] [J [J
® schr gut geeignet/very suitable O geeignet/suitable
WERSEIEET | 01-035 04-0,65 0,7-0,95 1-1,15 1,2-145 1,5-1,95 2-245 2,50-3
Material group
Ve [m/min] 90 90 90 90 90 90 90 90
f[mm/U] 0,015 0,020 0,030 0,050 0,070 0,090 0,120 0,150
Stahl < 800 N/mm?
vf [mm/min] 750 1000 1010 1300 1480 1480 1500 1530
n [1/min] min. 50000 min. 50000 33700 26000 21200 16400 12500 10200
Ve [m/min] 70 70 70 70 70 70 70 70
f [mm/U] 0,015 0,020 0,030 0,050 0,070 0,090 0,120 0,150
vf [mm/min] 750 810 790 1020 1160 1140 1160 1200
n [1/min] min. 50000 40500 26200 20300 16500 12700 9700 8000
Ve [m/min] 50 50 50 50 50 50 50 50
f [mm/U] 0,015 0,020 0,030 0,050 0,060 0,080 0,100 0,120
vf [mm/min] 750 580 560 730 710 730 690 680
n [1/min] min. 50000 28900 18700 14500 11800 9100 6900 5700
Ve [m/min] 35 35 35 35 35 35 35 35
f [mm/U] 0,015 0,020 0,025 0,030 0,040 0,050 0,060 0,070
Stahl < 55 HRC
vf [mm/min] 750 410 330 300 330 320 290 280
n [1/min] min. 50000 20300 13100 10100 8300 6400 4800 4000
Ve [m/min] 40 40 40 40 40 40 40 40
f [mm/U] 0,010 0,010 0,020 0,025 0,030 0,050 0,060 0,070
INOX < 800 N/mm?
vf [mm/min] 500 230 300 290 280 370 330 320
n [1/min] min. 50000 23100 15000 11600 9400 7300 5500 4500
Ve [m/min] 30 30 30 30 30 30 30 30
f [mm/U] 0,010 0,010 0,018 0,020 0,025 0,040 0,050 0,060
INOX > 800 N/mm?
vf [mm/min] 480 170 200 170 180 220 210 200
n [1/min] 47700 17400 11200 8700 7100 5500 4200 3400
Ve [m/min] 120 120 120 120 120 120 120 120
6 f [mm/U] 0,015 0,020 0,030 0,050 0,070 0,090 0,120 0,150
vf [mm/min] 750 1000 1350 1740 1980 1960 1990 2040
n [1/min] min. 50000 min. 50000 44900 34700 28300 21800 16600 13600
Ve [m/min] 90 90 90 90 90 90 El) 90
f [mm/U] 0,015 0,020 0,030 0,050 0,070 0,090 0,120 0,150
vf [mm/min] 750 1000 1010 1300 1480 1480 1500 1530
n [1/min] min. 50000 min. 50000 33700 26000 21200 16400 12500 10200
Ve [m/min] 40 40 40 40 40 40 40 40
f [mm/U] 0,020 0,030 0,040 0,050 0,060 0,070 0,080 0,100
vf [mm/min] 1000 690 600 580 560 510 440 450
n [1/min] min. 50000 23100 15000 11600 9400 7300 5500 4500

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data HAM PrRAZISION

DIN
30° rechts 6539

v (1]

Vollhartmetall-Spiralbohrer
HAM 342 solid carbide twist drill

Conversion to Inch:

v

* To convert VC (meters per minute)

" SHRINK
to SFM (surface feet per minute) FIT
multiply VC by 3.28 —’
* To convert f (mm per minute)
to IPR (inches per rev.) divide f by |
25.4 < ! >

i Alu Alu | Stahl Stahl | Stahl INOX | INOX | GG hochw.
Material >9% | <800 <55 <60 <800 | >800 Legier- b ‘ b AIR

Si N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne

30-1320 [ J (o] [ ] [ ] [ J [ J [ J
® sehr gut geeignet/very suitable O geeignet/suitable
WEISEIEEE | 3-37 4-4,7 5-53 5,50- 6 65-75 8-95 10-10,5 11-11,5 12-13 14-16
Material group
Ve [m/min] 200 200 200 200 200 200 200 200 200 200
| f [mm/U] 0,18 0,23 027 035 0,40 0,45 0,50 0,55 0,65 0,65
Alu
vf [mm/min] 3280 3240 3240 3710 3640 3200 3050 3030 3190 2730
n [1/min] 18200 14100 12000 10600 9100 7100 6100 5500 4900 4200
Ve [m/min] 150 150 150 150 150 150 150 150 150 150
f [mm/U] 0,12 0,15 0,18 0,23 0,25 0,30 035 0,40 0,45 0,45
Alu>9 % Si -
vf [mm/min] 1630 1590 1620 1840 1700 1590 1580 1680 1670 1440
n [1/min] 13600 10600 9000 8000 6300 5300 4500 4200 3700 3200
Ve [m/min] 100 100 100 100 100 100 100 100 100 100
f [mm/U] 0,080 0,100 0,120 0,150 0,170 0,200 0,240 0,270 0,300 0,300
vf [mm/min] 730 710 720 800 770 700 720 760 720 630
n [1/min] 9100 7100 6000 5300 4500 3500 3000 2800 2400 2100
Ve [m/min] 60 60 60 60 60 60 60 60 60 60
f [mm/U] 0,045 0,050 0,060 0,070 0,080 0,090 0,100 0,120 0,150 0,150
vf [mm/min] 250 210 220 220 220 190 180 200 230 200
n [1/min] 5500 4200 3600 3200 2700 2100 1800 1700 1500 1300

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM PrREZISION Schnittdaten / cutting data

DIN
30° rechts 338

J

TypN| | SO HA
‘yp’ 140° J

Conversion to Inch: % ; s ; s :
SHRINK

HAM 322 Vollhartmetall-Spiralbohrer

solid carbide twist drill ‘VHM ’ ‘ ‘3 ’

* To convert VC (meters per minute,
to SFM (surface f(eet per ,r)ninute) ) 30-1360* FIT
multiply VC by 3.28 L i
* To convert f (mm per minute) R e S T — d2
’;(;-I4PR (inches per rev.) divide f by T 3 ‘ 30-1361 j
12
- H Ll
Material | & [T 5o o i e e T IR
Si N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-1360* [ ] [ ] [ J o (e] (o] o o (e} o (o] [ ] [ J [ J
30-1361 [ ] [ ] (J [J O (¢] O [J [J O (¢] [ ] [J [J
® sehr gut geeignet/very suitable O geeignet/suitable
WERSEIEETE | 3-4 45-6 65-7,5 8-10 102-12 13-16
Material group
Ve [m/min] 150 150 150 150 150 150
f [mm/U] 0,150 0,180 0,250 0,300 0,350 0,430
Alu vf [mm/min] 2040 1710 1700 1590 1510 1380
n [1/min] 13600 9500 6800 5300 4300 3200
Ve [m/min] 130 130 130 130 130 130
f [mm/U] 0,120 0,150 0,200 0,250 0,300 0,350
Alu >9 % Si -
vf [mm/min] 1420 1250 1180 1150 1140 980
n [1/min] 11800 8300 5900 4600 3800 2800
Ve [m/min] 90 90 90 90 90 90
f [mm/U] 0,120 0,150 0,200 0,240 0,280 0,340
Stahl < 800 N/mm? -
vf [mm/min] 980 860 820 770 730 650
n [1/min] 8200 5700 4100 3200 2600 1900
Ve [m/min] 80 80 80 80 80 80
f [mm/U) 0,075 0,100 0,120 0,140 0,170 0,200
vf [mm/min] 550 510 430 390 390 340
n [1/min] 7300 5100 3600 2800 2300 1700
Ve [m/min] 70 70 70 70 70 70
f [mm/U] 0,060 0,075 0,095 0,110 0,130 0,160
vf [mm/min] 380 340 300 280 260 240
n [1/min] 6400 4500 3200 2500 2000 1500
Ve [m/min] 40 40 40 40 40 40
f [mm/U] 0,040 0,050 0,070 0,090 0,110 0,140
INOX < 800 N/mm? -
vf [mm/min] 140 130 130 130 130 110
n [1/min] 3600 2500 1800 1400 1200 800
Ve [m/min] 30 30 30 30 30 30
f [mm/U] 0,035 0,045 0,055 0,075 0,090 0,120
INOX > 800 N/mm? -
vf [mm/min] 90 90 80 80 80 70
n [1/min] 2700 1900 1400 1100 900 600
Ve [m/min] 85 85 85 85 85 85
f [mm/U] 0,090 0,120 0,160 0,200 0,230 0,280
ee vf [mm/min] 690 650 620 600 580 500
n [1/min] 7700 5400 3900 3000 2500 1800
Ve [m/min] 80 80 80 80 80 80
f [mm/U] 0,075 0,100 0,130 0,160 0,200 0,250
vf [mm/min] 550 510 470 450 460 430
n [1/min] 7300 5100 3600 2800 2300 1700
Ve [m/min] 35 35 35 35 35 35
Rochwannieste f [mm/U] 0,040 0,050 0,075 0,100 0,120 0,140
Legierungen vf [mm/min] 130 110 120 120 120 100
n [1/min] 3200 2200 1600 1200 1000 700
Vc [m/min] 20 20 20 20 20 20
f [mm/U] 0,040 0,050 0,075 0,100 0,120 0,140
vf [mm/min] 70 70 70 70 70 60
n [1/min] 1800 1300 900 700 600 400
Ve [m/min] 120 120 120 120 120 120
f [mm/U] 0,100 0,120 0,150 0,180 0,220 0,280
vf [mm/min] 1090 910 830 760 770 700
n [1/min] 10900 7600 5500 4200 3500 2500
* Unbeschichtete Werkzeuge (30-1360): Vc 0,8 (ca.) Note: Feed rates listed are starting points. With proper setup,
* uncoated tools (30-1360): Vc 0,8 (ca.) 14 machine tools and holding technique, higher feeds can be achieved

with excellent results.


HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with excellent results.


Schnittdaten / cutting data HAM PrRAZISION

Vollhartmetall-Spiralbohrer Werk
HAM 323 solid carbide twist drill ‘VHM’ ‘ 23 ’ ] | o

L) [omesss

TypN
) () B

SHRINK
il

DIN 6535 |DIN 6535

Conversion to Inch:

* To convert VC (meters per minute)
to SFM (surface feet per minute)
multiply VC by 3.28

FEDHBK| EZDHEK
* To convert f (mm per minute) -
to IPR (inches per rev.) divide f by
2.4 r<|—3J 30-1401
12
» I -
d ba}
Material | A [ % = EE DI[D [
Si N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-1400* [ [ [ J () O [©] O O (¢] (¢] (¢] [ ] o o
30-1401 [ J [ J [ ] [ ] o o (o] [ ] [ J o (e] [ J [ ] [ ]
@ schr gut geeignet/very suitable O geeignet/suitable
‘“’:I’::::i‘;fggr;t';"e o 4-6 65-8 85-105 11-13 14-16
Ve [m/min] 200 200 200 200 200
Al f [mm/U] 0,220 0,300 0,360 0,420 0,520
vf [mm/min] 2790 2730 2300 2230 2180
n [1/min] 12700 9100 6400 5300 4200
Ve [m/min] 170 170 170 170 170
) f [mm/U] 0,180 0,240 0,300 0,360 0,420
Alu>9 % Si
vf [mm/min] 1940 1850 1620 1620 1510
n [1/min] 10800 7700 5400 4500 3600
Ve [m/min] 115 115 115 115 115
f [mm/U] 0,180 0,240 0,290 0,340 0,410
Stahl < 800 N/mm?
vf [mm/min] 1310 1250 1070 1050 980
n [1/min] 7300 5200 3700 3100 2400
Ve [m/min] 105 105 105 105 105
f [mm/U] 0,120 0,140 0,170 0,200 0,240
vf [mm/min] 800 670 560 560 530
n [1/min] 6700 4800 3300 2800 2200
Ve [m/min] 90 90 90 90 90
f [mm/U] 0,090 0,110 0,130 0,160 0,190
vf [mm/min] 510 450 380 380 360
n [1/min] 5700 4100 2900 2400 1900
Ve [m/min] 40 40 40 40 40
f [mm/U] 0,060 0,080 0,100 0,120 0,150
INOX < 800 N/mm?
vf [mm/min] 150 140 130 130 120
n [1/min] 2500 1800 1300 1100 800
Ve [m/min] 30 30 30 30 30
f [mm/U] 0,050 0,070 0,090 0,110 0,140
INOX > 800 N/mm? .
vf [mm/min] 100 100 90 90 80
n [1/min] 1900 1400 1000 800 600
Ve [m/min] 110 110 110 110 110
f [mm/U] 0,140 0,190 0,240 0,280 0,340
e vf [mm/min] 980 950 840 810 780
n [1/min] 7000 5000 3500 2900 2300
Ve [m/min] 105 105 105 105 105
f [mm/U] 0,120 0,160 0,190 0,240 0,300
vf [mm/min] 800 770 630 670 660
n [1/min] 6700 4800 3300 2800 2200
Ve [m/min] 45 45 45 45 45
hoch f f [mm/U] 0,065 0,090 0,110 0,140 0,170
Legierungen vf [mm/min] 190 180 150 170 170
n [1/min] 2900 2000 1400 1200 1000
Ve [m/min] 25 25 25 25 25
f [mm/U] 0,060 0,090 0,110 0,140 0,170
vf [mm/min] 100 100 90 100 90
n [1/min] 1600 1100 800 700 500
Ve [m/min] 150 150 150 150 150
f [mm/U] 0,140 0,180 0,220 0,260 0,340
vf [mm/min] 1330 1220 1060 1040 1090
n [1/min] 9500 6800 4800 4000 3200
* Unbeschichtete Werkzeuge (30-1400): Vc 0,8 (ca.) Note: Feed rates listed are starting points. With proper setup,
* uncoated tools (30-1400): Vc 0,8 (ca.) 15 machine tools and holding technique, higher feeds can be achieved

with excellent results.


HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with excellent results.

HAM40MOBILE
Typewriter


HAM PrREZISION Schnittdaten / cutting data

HAM 326 Vollhartmetall-Spiralbohrer

Werk
solid carbide twist drill ‘VHM ’ ‘ 23 ’

30° rechts Norm

J

TypN HA
o) ) B

Conversion to Inch: \Q SHRINK
W FIT

30-1440*

* To convert VC (meters per minute)
to SFM (surface feet per minute)
multiply VC by 3.28

* To convert f (mm per minute)
to IPR (inches per rev.) divide f by
25.4

Materil | [ = IS - S o | o [ 2] [D [
Si N/mm? | N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-1440* [ ] [ ] [ ] (o] (o] (o] (o] [ ] (o] (o] (@] [ ] [ ] [ ] (o]
30-1441 [ ] [ ] o [J (e} (o} o [ ] (¢] (¢] (@] [ [ ] [ ] (¢]
® schr gut geeignet/very suitable O geeignet/suitable
Xn":::fi":lf;?;‘l‘l';"e ° 3-42 450-6 65-85 9-105 10,8-13 14-16 18- 20
Ve [m/min] 180 180 180 180 180 180 180
e f [mm/U] 0,170 0,200 0,280 0,330 0,390 0,470 0,470
vf [mm/min] 2790 2300 2020 1980 1870 1790 1410
n [1/min] 16400 11500 7200 6000 4800 3800 3000
Ve [m/min] 155 155 155 155 155 155 155
. f [mm/U] 0,130 0,170 0,220 0,280 0,330 0,390 0,390
Alu>9 % Si -
vf [mm/min] 1830 1680 1360 1460 1350 1290 1010
n [1/min] 14100 9900 6200 5200 4100 3300 2600
Ve [m/min] 110 110 110 110 110 110 110
f [mm/U] 0,130 0,170 0,220 0,260 0,310 0,370 0,370
Stahl < 800 N/mm? -
vf [mm/min] 1300 1190 970 960 900 850 670
n [1/min] 10000 7000 4400 3700 2900 2300 1800
Ve [m/min] 95 95 95 95 95 95 95
f [mm/U] 0,080 0,110 0,130 0,150 0,190 0,220 0,220
Stahl < 1200 N/mm?2 -
vf [mm/min] 690 660 490 480 480 440 350
n [1/min] 8600 6000 3800 3200 2500 2000 1600
Ve [m/min] 85 85 85 85 85 85 85
f [mm/U] 0,070 0,080 0,100 0,120 0,140 0,180 0,180
vf [mm/min] 540 430 340 340 320 320 250
n [1/min] 7700 5400 3400 2800 2300 1800 1400
Ve [m/min] 40 40 40 40 40 40 40
f [mm/U] 0,045 0,060 0,080 0,100 0,120 0,150 0,150
INOX < 800 N/mm? -
vf [mm/min] 160 150 130 130 130 120 110
n [1/min] 3600 2500 1600 1300 1100 800 700
Ve [m/min] 30 30 30 30 30 30 30
f [mm/U] 0,040 0,050 0,070 0,090 0,110 0,140 0,140
INOX > 800 N/mm? -
vf [mm/min] 110 100 80 90 90 80 70
n [1/min] 2700 1900 1200 1000 800 600 500
Ve [m/min] 100 100 100 100 100 100 100
- f [mm/U] 0,100 0,130 0,180 0,220 0,250 0,310 0,310
vf [mm/min] 910 830 720 750 680 650 530
n [1/min] 9100 6400 4000 3400 2700 2100 1700
Ve [m/min] 95 95 95 95 95 95 95
f [mm/U] 0,080 0,110 0,140 0,170 0,200 0,250 0,250
vf [mm/min] 690 660 530 540 500 500 400
n [1/min] 8600 6000 3800 3200 2500 2000 1600
Ve [m/min] 40 40 40 40 40 40 40
hochwarmfeste f [mm/U] 0,045 0,060 0,080 0,100 0,120 0,150 0,150
Legierungen vf [mm/min] 160 150 130 130 130 120 110
n [1/min] 3600 2500 1600 1300 1100 800 700
Ve [m/min] 25 25 25 25 25 25 25
f [mm/U] 0,045 0,060 0,080 0,100 0,120 0,150 0,150
vf [mm/min] 100 100 80 80 80 80 60
n [1/min] 2300 1600 1000 800 700 500 400
vV [m/min] 140 140 140 140 140 140 140
f [mm/U] 0,110 0,130 0,170 0,200 0,240 0,310 0,310
vf [mm/min] 1400 1160 950 940 890 930 710
n [1/min] 12700 8900 5600 4700 3700 3000 2300

* Unbeschichtete Werkzeuge (30-1440): Vc 0,8 (ca.)

* uncoated tools (30-1440): Vc 0,8 (ca.)

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results. 16


HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data HAM PrRAZISION

Vollhartmetall-Spiralbohrer Werk
HAM 385 solid carbide twist drill ‘VHM’ ‘ 23 ’ i | A

‘TypN’ /K{ ) HA

130°
Conversion to Inch: SHRINK
. . FIT
o convert VC (meters per minute) N
to SFM (surface feet per minute) 30-1480*
multiply VC by 3.28
* To convert f (mm per minute)
to IPR (inches per rev.) divide f by
25.4
11 |
- >
Material | Ao [T s T S o [ R o [ v [ oS DI D[ 4
Si N/mm? | N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-1480* (e} (e} [ ] [ ] [ ] O [ ] (] o
30-1481 (¢] (¢] [ [ [ (¢] [ [ ] (¢]
® schr gut geeignet/very suitable O geeignet/suitable
‘lfnv:,:::it;f;?:““")pe o 05-0,85 09-1,25 13-16 17-25 2,6- 3175
Ve [m/min] 100 100 100 100 100
Al f [mm/U] 0,030 0,060 0,070 0,080 0,100
vf [mm/min] 1370 1910 1480 1100 1060
n [1/min] 45500 31800 21200 13800 10600
Ve [m/min] 80 80 80 80 80
. f [mm/U] 0,025 0,050 0,060 0,070 0,080
Alu > 9 % Si -
vf [mm/min] 910 1280 1020 780 680
n [1/min] 36400 25500 17000 11100 8500
Ve [m/min] 70 70 70 70 70
f [mm/U] 0,020 0,050 0,050 0,060 0,070
Stahl < 800 N/mm? -
vf [mm/min] 640 1120 750 580 520
n [1/min] 31800 22300 14900 9700 7400
Ve [m/min] 60 60 60 60 60
f [mm/U] 0,020 0,050 0,050 0,060 0,070
Stahl < 1200 N/mm? -
vf [mm/min] 550 960 640 500 450
n [1/min] 27300 19100 12700 8300 6400
Ve [m/min] 100 100 100 100 100
e f [mm/U] 0,040 0,050 0,070 0,080 0,100
vf [mm/min] 1820 1590 1480 1100 1060
n [1/min] 45500 31800 21200 13800 10600
Ve [m/min] 90 90 90 90 90
f [mm/U] 0,030 0,050 0,060 0,070 0,080
vf [mm/min] 1230 1430 1150 880 760
n [1/min] 40900 28600 19100 12500 9500

* Unbeschichtete Werkzeuge (30-1480): Vc 0,8 (ca.)
* uncoated tools (30-1480): Vc 0,8 (ca.)

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM PrREZISION Schnittdaten / cutting data

Vollhartmetall-Stufenbohrer Werk
HAM 328 solid carbide step drill ‘VHM’ ‘ 22 ’ 30 rechisjil Norm

J

TypN HA
| ] B

Conversion to Inch:

* To convert VC (meters per minute) / 90° ‘ SHRINK
to SF'M (surface feet per minute) L ~ 4 - A AT
multiply VC by 3.28 NS ) 42 WAL
* To convert f (mm per minute) T 13 \ j
to IPR (inches per rev.) divide f by 1
254 <—J
- I .
a >
1 Al Al .
Material a By = . <o | a0 | Legr O & |D|ar
Si N/mm? | N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-1520 [ (@) [ ] [ ] o (¢] (¢] [ ] (@) [} [ ] [ ]
® schr gut geeignet/very suitable O geeignet/suitable
Xn"::::it;f;?;‘:l';pe ° M3 M4 - M5 M6 - M8 M10-M12 M14-M16
Ve [m/min] 100 100 100 100 100
At f [mm/U] 0,100 0,200 0,250 0,300 0,350
vf [mm/min] 1270 1520 1080 930 810
n [1/min] 12700 7600 4300 3100 2300
Ve [m/min] 80 80 80 80 80
. f [mm/U] 0,100 0,200 0,250 0,300 0,350
Alu>9 % Si -
vf [mm/min] 1020 1220 850 750 630
n [1/min] 10200 6100 3400 2500 1800
Ve [m/min] 70 70 70 70 70
f [mm/U] 0,100 0,150 0,200 0,250 0,300
Stahl < 800 N/mm? -
vf [mm/min] 890 800 600 550 480
n [1/min] 8900 5300 3000 2200 1600
Ve [m/min] 60 60 60 60 60
f [mm/U] 0,080 0,100 0,150 0,200 0,250
Stahl < 1200 N/mm? -
vf [mm/min] 610 450 390 380 350
n [1/min] 7600 4500 2600 1900 1400
Ve [m/min] 50 50 50 50 50
f [mm/U] 0,050 0,080 0,120 0,150 0,200
vf [mm/min] 320 300 260 240 220
n [1/min] 6400 3800 2200 1600 1100
Ve [m/min] 40 40 40 40 40
f [mm/U] 0,050 0,080 0,120 0,150 0,200
INOX < 800 N/mm? -
vf [mm/min] 260 240 200 180 180
n [1/min] 5100 3000 1700 1200 900
Ve [m/min] 30 30 30 30 30
f [mm/U] 0,040 0,070 0,100 0,120 0,150
INOX > 800 N/mm? -
vf [mm/min] 150 160 130 110 110
n [1/min] 3800 2300 1300 900 700
Ve [m/min] 80 80 80 80 80
- f [mm/U] 0,060 0,100 0,150 0,200 0,300
vf [mm/min] 610 610 510 500 540
n [1/min] 10200 6100 3400 2500 1800
Ve [m/min] 55 55 55 55 55
f [mm/U] 0,040 0,080 0,100 0,150 0,200
vf [mm/min] 280 340 240 260 260
n [1/min] 7000 4200 2400 1700 1300
Ve [m/min] 120 120 120 120 120
f [mm/U] 0,080 0,120 0,180 0,220 0,350
vf [mm/min] 1220 1090 940 810 950
n [1/min] 15300 9100 5200 3700 2700

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data HAM PrRAZISION

HAM 280 Superdrill Vollhartmetall-Spiralbohrer wm | [ 22 DIN
solid carbide twist drill 00 rechts| | 6537K
DIN 6535
I S
Conversion to Inch: 3xD 140 HA
* To convert VC (meters per minute) SHRINK
to SFM (surface feet per minute) HPC FIT
multiply VC by 3.28
DIN 6535) (DIN 6535
* To convert f (mm per minute) :D
to IPR (inches per rev.) divide f by __HB HE
254 _ n .
waterial |~ | | vy [ I [ o | v [ < 21810
Si N/mm? | N/mm?* HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-1621 [ ] [ ] [ ] [ ] (@] (@] [ ] (o] (o] (o] [ ] [ ]
@ sehr gut geeignet/very suitable O geeignet/suitable
e CoHIUDES P 3 4 5 6 8 10 12 14 16 18 20
Material group
Ve [m/min] 75 75 75 75 75 75 75 75 75 75 75
£ [mmAJ] 0,100 0,150 0,180 0,200 0,250 0,300 0,350 0,350 0,400 0,450 0,500
Stahl <800 N/mm? '\ 1 i) 800 900 860 800 750 720 700 600 600 590 600
n [1/min] 8000 6000 4800 4000 3000 2400 2000 1700 1500 1300 1200
Ve [m/min] 60 60 60 60 60 60 60 60 60 60 60
f [mmAJ] 0,100 0,150 0,180 0,200 0,250 0,300 0,350 0,350 0,400 0,450 0,500
Stahl <1200 N/mm2 |\ /i) 640 720 680 640 600 570 560 490 480 500 500
n [1/min] 6400 4800 3800 3200 2400 1900 1600 1400 1200 1100 1000
Ve [m/min] 50 50 50 50 50 50 50 50 50 50 50
£ [mm/J] 0,080 0,120 0,150 0,180 0,200 0,250 0,300 0,300 0,350 0,400 0,450
vi [mm/min] 420 480 480 490 400 400 390 330 350 360 360
n [1/min] 5300 4000 3200 2700 2000 1600 1300 1100 1000 900 800
Ve [m/min] 12 12 12 12 12 12 12 12 12 12 12
£ [mm/J] 0,010 0,020 0,030 0,040 0,050 0,060 0,070 0,080 0,090 0,100 0,120
Stahl < 55 HRC v [mrm/min] 10 20 20 20 30 20 20 20 20 20 20
n [1/min] 1300 1000 800 600 500 400 300 300 200 200 200
Ve [m/min] 35 35 35 35 35 35 35 35 35 35 35
£ [mmJ] 0,030 0,040 0,050 0,060 0,080 0,100 0,120 0,130 0,150 0,180 0,200
INOX <800 N/mm? [\ 1) /min] 110 110 110 110 110 110 110 100 110 110 120
n [1/min] 3700 2800 2200 1900 1400 1100 900 800 700 600 600
Ve [m/min] 25 25 25 25 25 25 25 25 25 25 25
£ [mml] 0,030 0,040 0,050 0,060 0,080 0,100 0,120 0,130 0,150 0,180 0,200
INOX > 800 N/mm? |\ 1\ /min] 80 80 80 80 80 80 80 80 80 70 80
n [1/min] 2700 2000 1600 1300 1000 800 700 600 500 400 400
Ve [m/min] 70 70 70 70 70 70 70 70 70 70 70
£ [mmJ] 0,100 0,120 0,150 0,200 0,250 0,350 0,450 0,500 0,600 0,650 0,700
GG vi [mm/min] 740 670 680 740 700 770 860 800 840 780 770
n [1/min] 7400 5600 4500 3700 2800 2200 1900 1600 1400 1200 1100

Ve [m/min] 65 65 65 65 65 65 65 65 65 65 65
f [mm/U] 0,060 0,100 0,120 0,130 0,180 0,200 0,250 0,250 0,250 0,280 0,300
vf [mm/min] 410 520 490 440 470 420 430 380 330 310 300
n [1/min] 6900 5200 4100 3400 2600 2100 1700 1500 1300 1100 1000
Ve [m/min] 45 45 45 45 45 45 45 45 45 45 45
f [mm/U] 0,030 0,040 0,040 0,050 0,070 0,100 0,120 0,130 0,140 0,150 0,160

hochwarmfeste
Legierungen v [mm/min] 140 140 120 120 130 140 140 130 130 120 110

n [1/min] 4800 3600 2900 2400 1800 1400 1200 1000 900 800 700
Ve [m/min] 25 25 25 25 25 25 25 25 25 25 25
f [mm/U] 0,020 0,030 0,040 0,050 0,060 0,070 0,080 0,100 0,100 0,110 0,120
vf [mm/min] 50 60 60 70 60 60 60 60 50 40 50
n [1/min] 2700 2000 1600 1300 1000 800 700 600 500 400 400

Bei den Werkstoffgruppen INOX < 800 N/mm?2, INOX > 800 N/mm? und Titan empfehlen wir den Einsatz unseres HAM Nirodrill.
We recommend to use our solid carbide high perfomance drill HAM Nirodrill for material INOX < 800 N/mm?2, INOX > 800 N/mm?
and Titan.

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM PrREZISION Schnittdaten / cutting data

. Vollhartmetall-Spiralbohrer
HAM 283 Superdrill solid carbide twist drill ‘V”M’ ‘ z2 ’ o

30°rechts| | 6537
5xD
Conversion to Inch: X

HA
* To convert VC (meters per minute) d1 gﬁ!}J -_— dz2 HPC SHRINK

to SFM (surface feet per minute)

Typ
Werk

N
140°

multiply VC by 3.28 } 3 ﬁ
DIN6535) (DIN 6535
* To convert f (mm per minute) 12 S~ :D
to IPR (inches per rev.) divide f by " HB HE
25.4 < >
ateral | % | 2 | % o v [ [ [ [ 210 [an
Si N/mm? | N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-1701 [ ] [ ] [ ] [ ] (@] (@] [ J O O O [ ] [ ]
@ schr gut geeignet/very suitable O geeignet/suitable
i TRES o 3 4 5 6 8 10 12 14 16
Material group
Ve [m/min] 75 75 75 75 75 75 75 75 75
f [mm/U] 0,100 0,150 0,180 0,200 0,250 0,300 0,350 0,350 0,400
Stahl <800 N/mm? '\ /mnin) 800 900 860 800 750 720 700 600 600
n [1/min] 8000 6000 4800 4000 3000 2400 2000 1700 1500
Ve [m/min] 60 60 60 60 60 60 60 60 60
f [mm/U] 0,100 0,150 0,180 0,200 0,250 0,300 0,350 0,350 0,400
Stahl <1200 N/mm= |\ /i) 640 720 680 640 600 570 560 490 480
n [1/min] 6400 4800 3800 3200 2400 1900 1600 1400 1200
Ve [m/min] 50 50 50 50 50 50 50 50 50
f [mm/U] 0,080 0,120 0,150 0,180 0,200 0,250 0,300 0,350 0,350
v [mm/min] 420 480 480 490 400 400 390 390 350
n [1/min] 5300 4000 3200 2700 2000 1600 1300 1100 1000
Ve [m/min] 12 12 12 12 12 12 12 12 12
f [mm/U] 0,01 0,02 0,03 0,04 0,05 0,06 0,07 0,08 0,09
stahl < 55 HRC vt [mm/min] 10 20 20 20 30 20 20 20 20
n [1/min] 1300 1000 800 600 500 400 300 300 200
Ve [m/min] 35 35 35 35 35 35 35 35 35
f [mm/U] 0,030 0,040 0,050 0,060 0,080 0,100 0,120 0,130 0,150
INOX <800 N/mm? [\ 1/ 110 110 110 110 110 110 110 100 110
n [1/min] 3700 2800 2200 1900 1400 1100 900 800 700
Ve [m/min] 25 25 25 25 25 25 25 25 25
f [mm/U] 0,030 0,040 0,050 0,060 0,080 0,100 0,120 0,130 0,150
INOX > 800 N/mm= [\ 1/ 80 80 80 80 80 80 80 80 80
n [1/min] 2700 2000 1600 1300 1000 800 700 600 500
Ve [m/min] 70 70 70 70 70 70 70 70 70
f [mm/U] 0,100 0,120 0,150 0,200 0,250 0,350 0,450 0,500 0,600
GG vt [mm/min] 740 670 680 740 700 770 860 800 840
n [1/min] 7400 5600 4500 3700 2800 2200 1900 1600 1400

Ve [m/min] 65 65 65 65 65 65 65 65 65

f [mm/U] 0,060 0,100 0,120 0,130 0,180 0,200 0,250 0,250 0,250

vf [mm/min] 410 520 490 440 470 420 430 380 330

n [1/min] 6900 5200 4100 3400 2600 2100 1700 1500 1300

Ve [m/min] 45 45 45 45 45 45 45 45 45

f [mm/U] 0,030 0,040 0,040 0,050 0,070 0,100 0,120 0,130 0,140
hochwarmfeste

Legierungen vf [mm/min] 140 140 120 120 130 140 140 130 130

n [1/min] 4800 3600 2900 2400 1800 1400 1200 1000 900

Ve [m/min] 25 25 25 25 25 25 25 25 25

f [mm/U] 0,020 0,030 0,040 0,050 0,060 0,070 0,080 0,090 0,100

vi [mm/min] 50 60 60 70 60 60 60 50 50

n [1/min] 2700 2000 1600 1300 1000 800 700 600 500

Bei den Werkstoffgruppen INOX < 800 N/mm?2, INOX > 800 N/mm? und Titan empfehlen wir den Einsatz unseres HAM Nirodrill.
We recommend to use our solid carbide high perfomance drill HAM Nirodrill for material INOX < 800 N/mm?2, INOX > 800 N/mm?
and Titan.

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data HAM PrRAZISION

. Vollhartmetall-Spiralbohrer DIN
HAM 285 Superdrill solid carbide twist drill 3xD ‘VHM’ T

wp | [T ] [owesss
2o | |Werk | | T1a0 | [EBHAK

Conversion to Inch: L i

* To convert VC (meters per minute) =) HPC SHRINK
to SFM (surface feet per minute) FIT
multiply VC by 3.28 r 3 j —
* To convert f (mm per minute) 2 DIN 6535 | DIN 6535
to IPR (inches per rev.) divide f by BHBK BHEK
25.4 - " . =
Wateral | %+ | 75| %b [ [ s [ [ v [ v [ e 218 D [an
Si N/mm? | N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-1741 [ ] [ ] [ ] [ ] o O [ ] [ ] (@] O [ ] [ ]
® sehr gut geeignet/very suitable O geeignet/suitable
G LofOIUDES o 3 4 5 6 8 10 12 14 16 18 20 2
Material group
Ve [m/min] 130 130 130 130 130 130 130 130 130 130 130 130
f [mm/U] 0,120 0,170 0,200 0,220 0,270 0,320 0370 0,400 0,450 0,500 0,550 0,600
Stahl <800 N/mm? 1\ /i) 1660 1750 1660 1520 1400 1310 1260 1200 1170 1150 1160 1140
n [1/min] 13800 10300 8300 6900 5200 4100 3400 3000 2600 2300 2100 1900
Ve [m/min] %0 9% 90 % %0 %0 90 90 9% %0 9% 90
f [mm/U] 0,120 0,170 0,200 0,220 0,270 0,320 0370 0,400 0,450 0,500 0,550 0,600
Stahl <1200 N/mm? | /i) 1140 1220 1140 1060 970 930 890 800 810 800 770 780
n [1/min] 9500 7200 5700 4800 3600 2900 2400 2000 1800 1600 1400 1300
Ve [m/min] 70 70 70 70 70 70 70 70 70 70 70 70
f [mm/U] 0,100 0,140 0,170 0,200 0,220 0,270 0320 0,350 0370 0,400 0470 0,500
vt [mm/min] 740 780 m 740 620 590 610 560 520 480 520 500
n [1/min] 7400 5600 4500 3700 2800 2200 1900 1600 1400 1200 1100 1000
Ve [m/min] 15 15 15 15 15 15 15 15 15 15 15 15
f [mm/U] 001 002 003 0,04 005 0,06 007 0,08 0,09 01 012 014
stahl <55 HRC vt [mm/min] 2 2 30 30 30 30 30 2 30 30 2 30
n [1/min] 1600 1200 1000 800 600 500 400 300 300 300 200 200
Ve [m/min] 40 40 40 ) 4 40 40 40 ) 40 40 40
f [mm/U] 0,030 0,040 0,050 0,060 0,070 0,080 0,100 0,110 0,120 0,140 0,160 0,200
INOX <800 N/mm? [\, /i) 130 130 130 130 110 100 110 100 100 100 100 120
n [1/min] 4200 3200 2500 2100 1600 1300 1100 900 800 700 600 600
Ve [m/min] 30 30 30 30 30 30 30 30 30 30 30 30
f [mm/U] 0,015 0,020 0025 0,030 0,040 0,050 0,060 0,070 0,080 0,090 0,100 0,120
INOX > 800 N/mm? .- /min] 50 50 50 50 50 50 50 50 50 50 50 50
n [1/min] 3200 2400 1900 1600 1200 1000 800 700 600 500 500 400
Ve [m/min] 120 120 120 120 120 120 120 120 120 120 120 120
f [mm/U] 0,120 0,140 0,170 0,220 0,270 0,370 0,450 0,500 0,620 0,650 0720 0,750
GG vt [mm/min] 1520 1330 1290 1410 1300 1410 1440 1350 1490 1370 1370 1280
n [1/min] 12700 9500 7600 6400 4800 3800 3200 2700 2400 2100 1900 1700

Ve [m/min] 0 90 90 90 0 90 90 90 90 0 90 90

f [mm/U] 0,060 0,100 0,120 0,130 0,180 0,200 0,250 0,250 0,250 0,250 0,300 0,350

vf [mm/min] 570 720 680 620 650 580 600 500 450 400 420 460
n [1/min] 9500 7200 5700 4800 3600 2900 2400 2000 1800 1600 1400 1300
Ve [m/min] 50 50 50 50 50 50 50 50 50 50 50 50

f [mm/U] 0,040 0,050 0,060 0,070 0,090 0,120 0,140 0,150 0,160 0,170 0,180 0,200
hochwarmfeste
Legierungen vf [mm/min] 210 200 190 190 180 190 180 170 160 150 140 140
n [1/min] 5300 4000 3200 2700 2000 1600 1300 1100 1000 900 800 700
V¢ [m/min] 30 30 30 30 30 30 30 30 30 30 30 30
f [mm/U] 0,015 0,020 0,025 0,030 0,040 0,050 0,060 0,070 0,080 0,090 0,100 0,120
vf [mm/min] 50 50 50 50 50 50 50 50 50 50 50 50

n [1/min] 3200 2400 1900 1600 1200 1000 800 700 600 500 500 400

Bei den Werkstoffgruppen INOX < 800 N/mm?2, INOX > 800 N/mm? und Titan empfehlen wir den Einsatz unseres HAM Nirodrill.
We recommend to use our solid carbide high perfomance drill HAM Nirodrill for material INOX < 800 N/mm?2, INOX > 800 N/mm?
and Titan.

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
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HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM PrREZISION Schnittdaten / cutting data

. Vollhartmetall-Spiralbohrer DIN
HAM 236 SuPerd”" solid carbide twist drill >xD ‘VHM ’ 22 6537

30° rechts

wp | [LI] [owesss

Conversion to Inch: Jmt Werk /140} FBHAK

* To convert VC (meters per minute)
to SFM (surface feet per minute)
multiply VC by 3.28

SHRINK

HPC | R

. .
To convert f (mm per minute) DIN 6535| [DIN 6535

;c;.I:’R (inches per rev.) divide f by - HEK| [ZHEK
- >
ateral | % | 2 | % o 7% [ [ [ e 21810 [an
Si N/mm? | N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-1781 [ ] [ ] [ ] [ ] (@] (@] [ ] [ ] o O [ ] [ )
@ schr gut geeignet/very suitable O geeignet/suitable
e SR o 3 4 5 6 8 10 12 14 16 18 20
Material group
Ve [m/min] 130 130 130 130 130 130 130 130 130 130 130
f [mm/U] 0,120 0,170 0,200 0,220 0,270 0,320 0,370 0,400 0,450 0,500 0,550
Stahl <800 N/mm? |\ /i) 1660 1750 1660 1520 1400 1310 1260 1200 1170 1150 1160
n [1/min] 13800 10300 8300 6900 5200 4100 3400 3000 2600 2300 2100
Ve [m/min] 90 90 90 90 90 90 90 90 90 90 90
f [mm/U] 0,120 0,170 0,200 0,220 0,270 0,320 0,370 0,400 0,450 0,500 0,550
Stahl <1200 N/mm? | /i) 1140 1220 1140 1060 970 930 890 800 810 800 770
n [1/min] 9500 7200 5700 4800 3600 2900 2400 2000 1800 1600 1400
Ve [m/min] 70 70 70 70 70 70 70 70 70 70 70
f [mm/U] 0,100 0,140 0,170 0,200 0,220 0,270 0,320 0,350 0,370 0,400 0,470
v [mm/min] 740 780 770 740 620 590 610 560 520 480 520
n [1/min] 7400 5600 4500 3700 2800 2200 1900 1600 1400 1200 1100
Ve [m/min] 10 10 10 10 10 10 10 10 10 10 10
f [mm/U] 0,01 0,02 0,03 0,04 0,05 0,06 0,07 0,08 0,09 0,1 0,12
stahl < 55 HRC vt [mm/min] 10 20 20 20 20 20 20 20 20 20 20
n [1/min] 1100 800 600 500 400 300 300 200 200 200 200
Ve [m/min] 40 40 40 40 40 40 40 40 40 40 40
f [mm/U] 0,030 0,040 0,050 0,060 0,070 0,080 0,100 0,110 0,120 0,140 0,160
INOX <800 N/mm? 1o /min] 130 130 130 130 110 100 110 100 100 100 100
n [1/min] 4200 3200 2500 2100 1600 1300 1100 900 800 700 600
Ve [m/min] 30 30 30 30 30 30 30 30 30 30 30
f [mm/U] 0,015 0,020 0,025 0,030 0,040 0,050 0,060 0,070 0,080 0,090 0,100
INOX > 800 N/mm? . /i 50 50 50 50 50 50 50 50 50 50 50
n [1/min] 3200 2400 1900 1600 1200 1000 800 700 600 500 500
Ve [m/min] 120 120 120 120 120 120 120 120 120 120 120
f [mm/U] 0,120 0,140 0,170 0,220 0,270 0,370 0,450 0,500 0,620 0,650 0,720
GG vi [mm/min] 1520 1330 1290 1410 1300 1410 1440 1350 1490 1370 1370
n [1/min] 12700 9500 7600 6400 4800 3800 3200 2700 2400 2100 1900
Ve [m/min] 90 90 90 90 90 90 90 90 90 90 90
f [mm/U] 0,060 0,100 0,120 0,130 0,180 0,200 0,250 0,250 0,250 0,250 0,300
vi [mm/min] 570 720 680 620 650 580 600 500 450 400 420
n [1/min] 9500 7200 5700 4800 3600 2900 2400 2000 1800 1600 1400
Ve [m/min] 50 50 50 50 50 50 50 50 50 50 50
hochwarmt f [mm/U] 0,040 0,050 0,060 0,070 0,090 0,120 0,140 0,150 0,160 0,170 0,180
Legierungen vi [mm/min] 210 200 190 190 180 190 180 170 160 150 140
n [1/min] 5300 4000 3200 2700 2000 1600 1300 1100 1000 900 800
Ve [m/min] 30 30 30 30 30 30 30 30 30 30 30
f [mm/U] 0,015 0,020 0,025 0,030 0,040 0,050 0,060 0,070 0,080 0,090 0,100
vi [mm/min] 50 50 50 50 50 50 50 50 50 50 50
n [1/min] 3200 2400 1900 1600 1200 1000 800 700 600 500 500

Bei den Werkstoffgruppen INOX < 800 N/mm?2, INOX > 800 N/mm? und Titan empfehlen wir den Einsatz unseres HAM Nirodrill.
We recommend to use our solid carbide high perfomance drill HAM Nirodrill for material INOX < 800 N/mm?2, INOX > 800 N/mm?
and Titan.

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
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HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data HAM PrRAZISION

. Vollhartmetall-Spiralbohrer Werk
HAM 292 Superdrill solid carbide twist drill 8xD ‘VHM’ i e

wp | [T [owesss
Faxo ) | Werk | | a0 | (A

Conversion to Inch:

* To convert VC (meters per minute) L i
to SF'M (surface feet per minute) d2 HPC SHRINK
multiply VC by 3.28 ? 3 7# . ﬂ
£0 IPR Gnches per revo dnide £ 12 D es3s) o esss
25.4 P . Y 11 | @ %
< >
aterl | [ | o | I v [ v e | v [ [ 210D [an
Si N/mm? | N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-1821 [ ] [ ] [ ] [ ] o o [ ] [ ] (@] O [ ] [ ]
@ schr gut geeignet/very suitable O geeignet/suitable
e o TIDES P 3 4 5 6 8 10 12 14 16 18 20
Material group
Ve [m/min] 130 130 130 130 130 130 130 130 130 130 130
f [mm/U] 0,120 0,170 0,200 0,220 0,270 0,320 0,370 0,400 0,450 0,500 0,550
Stahl <800 N/mm? |\ i) 1660 1750 1660 1520 1400 1310 1260 1200 1170 1150 1160
n [1/min] 13800 10300 8300 6900 5200 4100 3400 3000 2600 2300 2100
Ve [m/min] 90 90 90 90 90 90 90 90 90 90 90
f [mm/] 0,120 0,170 0,200 0,220 0,270 0,320 0,370 0,400 0,450 0,500 0,550
Stahl <1200 N/mm2 [\ /i) 1140 1220 1140 1060 970 930 890 800 810 800 770
n [1/min] 9500 7200 5700 4800 3600 2900 2400 2000 1800 1600 1400
Ve [m/min] 70 70 70 70 70 70 70 70 70 70 70
f [mm] 0,100 0,140 0,170 0,200 0,220 0,270 0,320 0,350 0,370 0,400 0,470
v [mm/min] 740 780 770 740 620 590 610 560 520 480 520
n [1/min] 7400 5600 4500 3700 2800 2200 1900 1600 1400 1200 1100
Ve [m/min] 10 10 10 10 10 10 10 10 10 10 10
f [mm] 0,01 0,02 0,03 0,04 0,05 0,06 0,07 0,08 0,09 0,1 0,12
stahl < 55 HRC v [mm/min] 10 20 20 20 20 20 20 20 20 20 20
n [1/min] 1100 800 600 500 400 300 300 200 200 200 200
Ve [m/min] 40 40 40 40 40 40 40 40 40 40 40
f [mm/] 0,030 0,040 0,050 0,060 0,070 0,080 0,100 0,110 0,120 0,140 0,160
INOX <800 N/mm? [\ 1) /min] 130 130 130 130 110 100 110 100 100 100 100
n [1/min] 4200 3200 2500 2100 1600 1300 1100 900 800 700 600
Ve [m/min] 30 30 30 30 30 30 30 30 30 30 30
f [mm/] 0,015 0,020 0,025 0,030 0,040 0,050 0,060 0,070 0,080 0,090 0,100
INOX > 800 N/mm? [\ 1\ /min] 50 50 50 50 50 50 50 50 50 50 50
n [1/min] 3200 2400 1900 1600 1200 1000 800 700 600 500 500
Ve [m/min] 120 120 120 120 120 120 120 120 120 120 120
f [mmAU] 0,120 0,140 0,170 0,220 0,270 0,370 0,450 0,500 0,620 0,650 0,720
GG v [mm/min] 1520 1330 1290 1410 1300 1410 1440 1350 1490 1370 1370
n [1/min] 12700 9500 7600 6400 4800 3800 3200 2700 2400 2100 1900
Ve [m/min] 90 90 90 90 90 90 90 90 90 90 90
f [mm/] 0,060 0,100 0,120 0,130 0,180 0,200 0,250 0,250 0,250 0,250 0,300
v [mm/min] 570 720 680 620 650 580 600 500 450 400 420
n [1/min] 9500 7200 5700 4800 3600 2900 2400 2000 1800 1600 1400
Ve [m/min] 50 50 50 50 50 50 50 50 50 50 50
hochwarmfeste f [mm] 0,040 0,050 0,060 0,070 0,090 0,120 0,140 0,150 0,160 0,170 0,180
Legierungen v [mm/min] 210 200 190 190 180 190 180 170 160 150 140
n [1/min] 5300 4000 3200 2700 2000 1600 1300 1100 1000 900 800
Ve [m/min] 30 30 30 30 30 30 30 30 30 30 30
f [mm] 0,015 0,020 0,025 0,030 0,040 0,050 0,060 0,070 0,080 0,090 0,100
v [mm/min] 50 50 50 50 50 50 50 50 50 50 50
n [1/min] 3200 2400 1900 1600 1200 1000 800 700 600 500 500

Bei den Werkstoffgruppen INOX < 800 N/mm?2, INOX > 800 N/mm? und Titan empfehlen wir den Einsatz unseres HAM Nirodrill.
We recommend to use our solid carbide high perfomance drill HAM Nirodrill for material INOX < 800 N/mm?2, INOX > 800 N/mm?
and Titan.

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM prEZISION

Schnittdaten / cutting data

HAM 293 Superdrill VoI_IhartmgtaII-SpiraIl_)ohrer 12 xD ‘VHM’ 72 Werk
solid carbide twist drill 30 rechts] | Norm
Typ DIN 6535
Conversion to Inch: % Werk /140} LB HAK
* To convert VC (meters per minute) SHRINK
to SFM (surface feet per minute) HPC FIT
multiply VC by 3.28 T
* To convert f (mm per minute) DIN 6535 - |DIN 6535
to IPR (inches per rev.) divide f by LBHBK] [ HEK
25.4 1
>
wtarl | % | SRR o e = [ s [ 218D [an
Si N/mm? | N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-1861 [ ] [ ] [ ] [ ] (o] (o] [ ] [ ] (@] (] [ ] [ ]
@ schr gut geeignet/very suitable O geeignet/suitable
W o 3 4 5 6 8 10 12
Material group
Ve [m/min] 115 115 115 115 115 115 115
f [mm/U] 0,090 0,135 0,160 0,180 0,220 0,270 0,300
Stahl <800 N/mm? |\ min) 1100 1240 1170 1100 1010 1000 930
n [1/min] 12200 9200 7300 6100 4600 3700 3100
Ve [m/min] 80 80 80 80 80 80 80
f [mm/U] 0,090 0,135 0,160 0,180 0,220 0,270 0,300
Stahl <1200 N/mm2 '\ /i) 770 860 820 760 700 680 630
n [1/min] 8500 6400 5100 4200 3200 2500 2100
Ve [m/min] 60 60 60 60 60 60 60
f [mm/U] 0,070 0,100 0,130 0,160 0,180 0,220 0,270
vt [mm/min] 450 480 490 510 430 420 430
n [1/min] 6400 4800 3800 3200 2400 1900 1600
Ve [m/min] 10 10 10 10 10 10 10
f [mm/U] 0,01 0,02 0,03 0,04 0,05 0,06 0,07
stahl < 55 HRC v [mm/min] 10 20 20 20 20 20 20
n [1/min] 1100 800 600 500 400 300 300
Ve [m/min] 35 35 35 35 35 35 35
f [mm/U] 0,025 0,035 0,045 0,050 0,070 0,090 0,100
INOX <800 N/mm? [\, 1 /i) 90 100 100 100 100 100 90
n [1/min] 3700 2800 2200 1900 1400 1100 900
Ve [m/min] 25 25 25 25 25 25 25
f [mm/U] 0,025 0,035 0,045 0,050 0,070 0,090 0,100
INOX > 800 N/mm? 1/ 70 70 70 70 70 70 70
n [1/min] 2700 2000 1600 1300 1000 800 700
Ve [m/min] 100 100 100 100 100 100 100
f [mm/U] 0,090 0,100 0,130 0,180 0,220 0,300 0,400
GG v [mm/min] 950 800 830 950 880 960 1080
n [1/min] 10600 8000 6400 5300 4000 3200 2700
Ve [m/min] 80 80 80 80 80 80 80
f [mm/U] 0,050 0,090 0,100 0,110 0,160 0,180 0,220
vt [mm/min] 430 580 510 460 510 450 460
n [1/min] 8500 6400 5100 4200 3200 2500 2100
Ve [m/min] 45 45 45 45 45 45 45
hochwarmfeste f [mm/U] 0,020 0,030 0,030 0,040 0,060 0,090 0,100
Legierungen vf [mm/min] 100 110 90 100 110 130 120
n [1/min] 4800 3600 2900 2400 1800 1400 1200
Ve [m/min] 25 25 25 25 25 25 25
f [mm/U] 0,018 0,020 0,030 0,040 0,050 0,060 0,070
vt [mm/min] 50 40 50 50 50 50 50
n [1/min] 2700 2000 1600 1300 1000 800 700

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with

excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data HAM PrRAZISION

HAM Nirodrill VoI_IhartmgtaII-SpiraIl_)ohrer 3xD ‘VHM’ ‘ 72 ’ DIN
solid carbide twist drill 30°rechts| | 6537 K
m:‘ Typ DIN 6535
Conversion to Inch: Jax—pL Werk | | “1a0 | [ HA
* To convert VC (meters per minute) L A 2 SIS
multiply Ve by 328 - — = — a2 P AT
* To convert f (mm per minute) ? é»l j DIN 6535| [DIN 6535
to IPR (inches per rev.) divide f by 12 D HB | ) HE
25.4
- 1 .
Il kel
waterial [ % [ o oo G = | I | e | 'H D8]0 an
Si N/mm? | N/mm?* HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-1891 [ ] (o] [ ] [ ] (o] (o] [ ] [ ] (@] [ ] [ ]
@ schr gut geeignet/very suitable O geeignet/suitable
UalE i ° 3 4 5 6 8 10 12 14 16
Material group
Ve [m/min] 180 180 180 180 180 180 180 180 180
f [mm/] 0,090 0,120 0,150 0,180 0,240 0,300 0,360 0,420 0,480
Alu vi [mm/min] 1720 1720 1730 1710 1730 1710 1730 1720 1730
n [1/min] 19100 14300 11500 9500 7200 5700 4800 4100 3600
Ve [m/min] 130 130 130 130 130 130 130 130 130
f [mm/] 0,080 0,110 0,140 0170 0,230 0,290 0,350 0410 0470
Alu > 9% Si v [mm/min] 1100 1130 1160 1170 1200 1190 1190 1230 1220
n [1/min] 13800 10300 8300 6900 5200 4100 3400 3000 2600
Ve [m/min] 50 50 50 50 50 50 50 50 50
f [mm/] 0,040 0,050 0,055 0,060 0,080 0,100 0,120 0,150 0,200
INOX <800 N/mm? |\ 1) /min) 210 200 180 160 160 160 160 170 200
n [1/min] 5300 4000 3200 2700 2000 1600 1300 1100 1000
Ve [m/min] 30 30 30 30 30 30 30 30 30
f [mm] 0,025 0,030 0035 0,040 0,060 0,080 0,100 0,120 0,150
INOX > 800 N/mm? |\ 1\ /min] 80 70 70 60 70 80 80 80 9%
n [1/min] 3200 2400 1900 1600 1200 1000 800 700 600
Ve [m/min] 80 80 80 80 80 80 80 80 80
f [mm/] 0,090 0,120 0,150 0,180 0,240 0,300 0,360 0,420 0470
GG vi [mm/min] 770 770 770 760 770 750 760 760 750
n [1/min] 8500 6400 5100 4200 3200 2500 2100 1800 1600
Ve [m/min] 30 30 30 30 30 30 30 30 30
hochwarmfeste f [mm/J] 0,030 0,045 0,050 0,060 0,080 0,090 0,110 0,120 0,150
Legierungen vi [mm/min] 100 110 100 100 100 90 90 80 90
n [1/min] 3200 2400 1900 1600 1200 1000 800 700 600
Ve [m/min] 30 30 30 30 30 30 30 30 30
f [mm/J] 0,030 0,040 0,050 0,060 0,070 0,080 0,100 0,120 0,140
vi [mm/min] 100 100 100 100 80 80 80 80 80
n [1/min] 3200 2400 1900 1600 1200 1000 800 700 600
Ve [m/min] 120 120 120 120 120 120 120 120 120
f [mm/] 0,080 0,100 0,120 0,150 0,180 0,220 0,260 0,300 0,400
vi [mm/min] 1020 950 910 960 860 840 830 810 960
n [1/min] 12700 9500 7600 6400 4800 3800 3200 2700 2400
Ve [m/min] 30 30 30 30 30 30 30 30 30
f [mm/J] 0,050 0,060 0070 0,080 0,100 0,120 0,150 0,180 0,200
vi [mm/min] 160 140 130 130 120 120 120 130 120
n [1/min] 3200 2400 1900 1600 1200 1000 800 700 600

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM PrREZISION Schnittdaten / cutting data

. . Vollhartmetall-Spiralbohrer DIN
HAM 270 Nirodrill solid carbide twist drill >xD ‘VHM’ e

wp | (LI [owesss

Conversion to Inch: Sl | werk | | 1a0| Ak

* To convert VC (meters per minute) #
to SF_M (surface feet per minute) 1 - TZ HPC SHRINK
multiply VC by 3.28 - ﬂ
* To convert f (mm per minute) r<|—3> j DIN 6535 [DIN 6535
to IPR (inches per rev.) divide f by 12 [ BHBK| ZBHEK
254 " —
Rl =1
Waterial | A [T s T T o [ R o [ s [ P D8] [ ar
Si N/mm? | N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-1901 [ J () [ ] [ ] [©) [¢) [ J [ J O [ [
® sehr gut geeignet/very suitable O geeignet/suitable
rerkstotiolines P 3 4 5 6 8 10 12 14 16
Material group
Ve [m/min] 220 220 220 220 220 220 220 220 220
f [mm/U] 0,120 0,180 0,200 0,250 0,300 0,400 0,500 0,600 0,800
Alu v¢ [mm/min] 2800 3150 2800 2930 2640 2800 2900 3000 3520
n [1/min] 23300 17500 14000 11700 8800 7000 5800 5000 4400
Ve [m/min] 175 175 175 175 175 175 175 175 175
f [mm/U] 0,100 0,150 0,180 0,250 0,300 0,350 0,400 0,500 0,600
Alu>9% Si vt [mm/min] 1860 2090 2000 2330 2100 1960 1840 2000 2100
n [1/min] 18600 13900 11100 9300 7000 5600 4600 4000 3500
Ve [m/min] 70 70 70 70 70 70 70 70 70
f [mm/U] 0,040 0,050 0,055 0,060 0,080 0,100 0,120 0,150 0,200
INOX <800 N/mm? /i) 300 280 250 220 220 220 230 240 280
n [1/min] 7400 5600 4500 3700 2800 2200 1900 1600 1400
Ve [m/min] 45 45 45 45 45 45 45 45 45
f [mm/U] 0,025 0,030 0,035 0,040 0,060 0,080 0,100 0,120 0,150
INOX > 800 N/mm? 1, /i) 120 110 100 100 110 110 120 120 140
n [1/min] 4800 3600 2900 2400 1800 1400 1200 1000 900
Ve [m/min] 120 120 120 120 120 120 120 120 120
f [mm/U] 0,100 0,150 0,180 0,200 0,250 0,300 0,350 0,420 0,500
& v¢ [mm/min] 1270 1430 1370 1280 1200 1140 1120 1130 1200
n [1/min] 12700 9500 7600 6400 4800 3800 3200 2700 2400
Ve [m/min] 50 50 50 50 50 50 50 50 50
T f [mm/U] 0,030 0,045 0,050 0,060 0,080 0,090 0,110 0,120 0,150
Legierungen v¢ [mm/min] 160 180 160 160 160 140 140 130 150
n [1/min] 5300 4000 3200 2700 2000 1600 1300 1100 1000
Ve [m/min] 50 50 50 50 50 50 50 50 50
f [mm/U] 0,030 0,040 0,050 0,060 0,070 0,080 0,100 0,120 0,140
v¢ [mm/min] 160 160 160 160 140 130 130 130 140
n [1/min] 5300 4000 3200 2700 2000 1600 1300 1100 1000
Ve [m/min] 150 150 150 150 150 150 150 150 150
f [mm/U] 0,080 0,100 0,120 0,150 0,180 0,220 0,260 0,300 0,400
v¢ [mm/min] 1270 1190 1140 1200 1080 1060 1040 1020 1200
n [1/min] 15900 11900 9500 8000 6000 4800 4000 3400 3000
Ve [m/min] 50 50 50 50 50 50 50 50 50
f [mm/U] 0,050 0,060 0,070 0,080 0,100 0,120 0,150 0,180 0,200
vf [mm/min] 270 240 220 220 200 190 200 200 200
n [1/min] 5300 4000 3200 2700 2000 1600 1300 1100 1000

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data HAM PrRAZISION

. . Vollhartmetall-Spiralbohrer Werk
HAM 271 Nirodrill solid carbide twist drill 8xD ‘VHM’ 22 | [yan] | Nom

wp | [T ] [owesss

Conversion to Inch: JM—DL Werk /140} HAK

* To convert VC (meters per minute)

to SFM (surface feet per minute) Hec | [SHRINK
multiply VC by 3.28 FIT
R et E g
* To convert f (mm per minute) ™ DIN6535| [DIN 6535
to IPR (inches per rev.) divide f by 12 TDHBK| [ZHEK
25.4 B 1 N —
ad =1
Wateral | A | 2] ooy [ o (o I o | o | < DT80 [an
Si N/mm? | N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-1941 [ ] o [ ] [ ] (o] o [} [} (o] [ ] [ J
® sehr gut geeignet/very suitable O geeignet/suitable
xn":t’::ita"lf;?;‘l‘l"’)”e o 3 4 5 6 8 10 12 14 16
Ve [m/min] 220 220 220 220 220 220 220 220 220
f [mm] 0,120 0,180 0,200 0,250 0,300 0,400 0,500 0,600 0,800
Alu v [mm/min] 2800 3150 2800 2930 2640 2800 2900 3000 3520
n [1/min] 23300 17500 14000 11700 8800 7000 5800 5000 4400
Ve [m/min] 175 175 175 175 175 175 175 175 175
f [mm] 0,100 0,150 0,180 0,250 0,300 0,350 0,400 0,500 0,600
Alu > 9% Si v [mm/min] 1860 2090 2000 2330 2100 1960 1840 2000 2100
n [1/min] 18600 13900 11100 9300 7000 5600 4600 4000 3500
Ve [m/min] 70 70 70 70 70 70 70 70 70
f [mmU] 0,040 0,050 0,055 0,060 0,080 0,100 0,120 0,150 0,200
INOX <800 N/mm? | ) /min) 300 280 250 220 220 220 230 240 280
n [1/min] 7400 5600 4500 3700 2800 2200 1900 1600 1400
Ve [m/min] 45 45 45 45 45 45 45 45 45
f [mmJ] 0,025 0,030 0,035 0,040 0,060 0,080 0,100 0,120 0,150
INOX > 800 N/mm? | ) /min) 120 110 100 100 110 110 120 120 140
n [1/min] 4800 3600 2900 2400 1800 1400 1200 1000 900
Ve [m/min] 120 120 120 120 120 120 120 120 120
f [mm/] 0,100 0,150 0,180 0,200 0,250 0,300 0,350 0,420 0,500
(efe] vt [mm/min] 1270 1430 1370 1280 1200 1140 1120 1130 1200
n [1/min] 12700 9500 7600 6400 4800 3800 3200 2700 2400
Ve [m/min] 50 50 50 50 50 50 50 50 50
hochwanmfeste f [mm] 0,030 0,045 0,050 0,060 0,080 0,090 0,110 0,120 0,150
Legierungen vt [mm/min] 160 180 160 160 160 140 140 130 150
n [1/min] 5300 4000 3200 2700 2000 1600 1300 1100 1000
Ve [m/min] 50 50 50 50 50 50 50 50 50
f [mmJ] 0,030 0,040 0,050 0,060 0070 0,080 0,100 0,120 0,140
vi [mm/min] 160 160 160 160 140 130 130 130 140
n [1/min] 5300 4000 3200 2700 2000 1600 1300 1100 1000
Ve [m/min] 150 150 150 150 150 150 150 150 150
f [mm] 0,080 0,100 0,120 0,150 0,180 0,220 0,260 0,300 0,400
vi [mm/min] 1270 1190 1140 1200 1080 1060 1040 1020 1200
n [1/min] 15900 11900 9500 8000 6000 4800 4000 3400 3000
Ve [m/min] 50 50 50 50 50 50 50 50 50
f [mm] 0,050 0,060 0,070 0,080 0,100 0120 0,150 0,180 0,200
vi [mm/min] 270 240 220 220 200 190 200 200 200
n [1/min] 5300 4000 3200 2700 2000 1600 1300 1100 1000

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM PrREZISION Schnittdaten / cutting data

“ e Vollhartmetall-Bohrer Werk
HAM 297 Multidrill 573 PEEENET 3% D v | | 22 | = | e

wp | [ [owesss
Sao | Werk ] | o] [E3HAK

SHRINK
H P e

Konstruktions-Daten

¢ 4-Flachenanschliff

¢ gerade genutet

e zur Bearbeitung
kurzspanender Werkstoffe

Engineering data DIN 6535| |DIN 6535
* 4-facet ground LPHBK] [ HEK
o straight fluted
e for machining of short T j
chipping materials 13 30-1961
12
» 1 -
Lt
Material | [ % 32 FER D8] [ ar
Si N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-1960* [ ] [ ] [ J (e} [ ] [ J [ J
30-1961 [ ] [ ] [ J O [ ] [ J [}
@ sehr gut geeignet/very suitable O geeignet/suitable
preriClotyunhe o 4 5 6 8 10 12 14 16 18 20
Material group
Ve [m/min] 300 300 300 300 300 300 300 300 300 300
f [mm/U] 0,120 0,150 0,200 0,250 0,300 0,350 0,350 0,450 0,500 0,550
LA v¢ [mm/min] 2870 2870 3180 2980 2850 2800 2380 2700 2650 2640
n [1/min] 23900 19100 15900 11900 9500 8000 6800 6000 5300 4800
Ve [m/min] 150 150 150 150 150 150 150 150 150 150
f [mm/U] 0,100 0,120 0,150 0,200 0,250 0,300 0,350 0,350 0,400 0,450
LA = 6P v¢ [mm/min] 1190 1140 1200 1200 1200 1200 1190 1050 1080 1080
n [1/min] 11900 9500 8000 6000 4800 4000 3400 3000 2700 2400
Ve [m/min] 100 100 100 100 100 100 100 100 100 100
f [mm/U] 0,080 0,100 0,120 0,150 0,180 0,220 0,230 0,250 0,280 0,300
Gt v¢ [mm/min] 640 640 640 600 580 590 530 500 500 480
n [1/min] 8000 6400 5300 4000 3200 2700 2300 2000 1800 1600
Ve [m/min] 70 70 70 70 70 70 70 70 70 70
f [mm/U] 0,060 0,080 0,100 0,120 0,150 0,170 0,180 0,200 0,220 0,250
v¢ [mm/min] 340 360 370 340 330 320 290 280 260 280
n [1/min] 5600 4500 3700 2800 2200 1900 1600 1400 1200 1100
Ve [m/min] 130 130 130 130 130 130 130 130 130 130
f [mm/u] 0,100 0,150 0,180 0,200 0,220 0,250 0,250 0,280 0,280 0,300
v¢ [mm/min] 1030 1250 1240 1040 900 850 750 730 640 630
n [1/min] 10300 8300 6900 5200 4100 3400 3000 2600 2300 2100

* Unbeschichtete Werkzeuge (30-1960): Vc 0,8 (ca.)
* uncoated tools (30-1960): Vc 0,8 (ca.)

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data HAM PrRAZISION

« gy Vollhartmetall-Bohrer Werk
HAM 298 Multidrill solid carbide drill 5xD ‘VHM’ 22 | (o ] | Nom

wp | [T [owesss
5x0 | | Werk | | 10| [E3HAK

Conversion to Inch: A SR HPC SHRINK
AT

* To convert VC (meters per minute)
to SFM (surface feet per minute)

multiply VC by 3.28 L DIN6535| |DIN 6535
FEDHBK| EZDHEK
* To convert f (mm per minute) d1- @%4 —
to IPR (inches per rev.) divide f by —Tf —
25.4 3 302001 | 1
12
< 1 .
l b}
aterl | [ | o [ I v [ v e | v [ [ 218D [an
Si N/mm? | N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-2000* [ ] [ ] [ ] (o] [ ] [ ] [ ]
30-2001 [ ] [ ] [ ] (o] [ ] [ ] [ ]
® sehr gut geeignet/very suitable O geeignet/suitable
"M":,:::i‘;’lf;?;‘l‘l';pe o 7 8 10 12 1 16 18 20
Ve [m/min] 300 300 300 300 300 300 300 300
£ [mm/U] 0,200 0,250 0,300 0,350 0,350 0,450 0,500 0,550
G v [mm/min] 2720 2980 2850 2800 2380 2700 2650 2640
n [1/min] 13600 11900 9500 8000 6800 6000 5300 4800
Ve [m/min] 250 250 250 250 250 250 250 250
£ [mm/U] 0,150 0,200 0,250 0,300 0,350 0,350 0,400 0,450
G0 =67 & vt [mm/min] 1710 1980 2000 1980 2000 1750 1760 1800
n [1/min] 11400 9900 8000 6600 5700 5000 4400 4000
Ve [m/min] 100 100 100 100 100 100 100 100
£ [mm/U] 0,120 0,150 0,180 0,220 0,230 0,250 0,280 0,300
G vt [mm/min] 540 600 580 590 530 500 500 480
n [1/min] 4500 4000 3200 2700 2300 2000 1800 1600
Ve [m/min] 70 70 70 70 70 70 70 70
£ [mm/U] 0,100 0,120 0,150 0,170 0,180 0,200 0,220 0,250
vi [mm/min] 320 340 330 320 290 280 260 280
n [1/min] 3200 2800 2200 1900 1600 1400 1200 1100
Ve [m/min] 130 130 130 130 130 130 130 130
£ [mm/U] 0,180 0,200 0,220 0,250 0,250 0,280 0,280 0,300
vi [mm/min] 1060 1040 900 850 750 730 640 630
n [1/min] 5900 5200 4100 3400 3000 2600 2300 2100

* Unbeschichtete Werkzeuge (30-2000): Vc 0,8 (ca.)
* uncoated tools (30-2000): Vc 0,8 (ca.)

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM PrREZISION Schnittdaten / cutting data

« g Vollhartmetall-Bohrer Werk
HAM 299 Multidrill solid carbide drill 7xD ‘VHM’ 22 | [oma ] | Nom

wp | (L) [owesss
70| | Werk | | 14| [EBHAK

Conversion to Inch:

SHRINK
* To convert VC (meters per minute) 30-2040*
to SFM (surface feet per minute)

multiply VC by 3.28 & DIN6535| [DIN 6535

) FCPHBK| ECBHEK
to IPR (inches per rev.) divide f by

25.4 f 3 302001 | *

12
- I -
& |
Material [ Ao [T so TS NSl s s [N o [ oy [ec Jrese e DI 8D [ ar
Si N/mm? | N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-2040* [ ] [ ] [ J o [ ] [ J [ J
30-2041 [ [ [J (e} [ ] [J [J
® schr gut geeignet/very suitable O geeignet/suitable
Xx::::it;f;?;:';pe ) 4 5 6 8 10 12 14 16 18 20
Ve [m/min] 300 300 300 300 300 300 300 300 300 300
 [mm/U] 0,120 0,150 0,200 0,250 0,300 0,350 0,350 0,450 0,500 0,550
2l v [mm/min] 2870 2870 3180 2980 2850 2800 2380 2700 2650 2640
n [1/min] 23900 19100 15900 11900 9500 8000 6800 6000 5300 4800
Ve [m/min] 250 250 250 250 250 250 250 250 250 250
 [mm/U] 0,100 0,120 0,150 0,200 0,250 0,300 0,350 0,350 0,400 0,450
LAl = ERe & vf [mm/min] 1990 1910 2000 1980 2000 1980 2000 1750 1760 1800
n [1/min] 19900 15900 13300 9900 8000 6600 5700 5000 4400 4000
Ve [m/min] 100 100 100 100 100 100 100 100 100 100
 [mm/U] 0,080 0,100 0,120 0,150 0,180 0,220 0,230 0,250 0,280 0,300
€ v [mm/min] 640 640 640 600 580 590 530 500 500 480
n [1/min] 8000 6400 5300 4000 3200 2700 2300 2000 1800 1600
Ve [m/min] 70 70 70 70 70 70 70 70 70 70
f [mm/U] 0,060 0,080 0,100 0,120 0,150 0,170 0,180 0,200 0,220 0,250
v [mm/min] 340 360 370 340 330 320 290 280 260 280
n [1/min] 5600 4500 3700 2800 2200 1900 1600 1400 1200 1100
Ve [m/min] 130 130 130 130 130 130 130 130 130 130
 [mm/U] 0,100 0,150 0,180 0,200 0,220 0,250 0,250 0,280 0,280 0,300
v [mm/min] 1030 1250 1240 1040 900 850 750 730 640 630
n [1/min] 10300 8300 6900 5200 4100 3400 3000 2600 2300 2100

* Unbeschichtete Werkzeuge (30-2040): Vc 0,8 (ca.)
* uncoated tools (30-2040): Vc 0,8 (ca.)

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data HAM PrRAZISION

« g Vollhartmetall-Bohrer Werk

HAM 294 Multidrill solid carbide drill 12xD ‘VHM’ 22 | ] | om
U DIN

SH e ) e

Conversion to Inch: Yl = JIF======= | HPC SHRINK
AT

* To convert VC (meters per minute)
to SFM (surface feet per minute)

multiply VC by 3.28 L DIN 6535/ |DIN 6535
FEDHBK| EZDHEK
* To convert f (mm per minute) di- @%4 —
;gl:’R (inches per rev.) divide f by }7 R 30-2081 ?
12
» I -
l b}
Material [ A AR T so TScu NSl s [ [l o [ oy [ e Jese s DI D [ ar
Si N/mm? | N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-2080* [ J [ ] [ ] o [ ] [ ] [ J
30-2081 [ ] [ ] ([ ] (¢] [ ] [ [ ]
@ sehr gut geeignet/very suitable O geeignet/suitable
Ul iy e s 4 5 6 8 10 12 14 16
Material group
Ve [m/min] 285 285 285 285 285 285 285 285
f[mm/U] 0,110 0,140 0,190 0,230 0,280 0,330 0,380 0,420
Alu v [mm/min] 2500 2530 2870 2600 2550 2510 2470 2390
n [1/min] 22700 18100 15100 11300 9100 7600 6500 5700
Ve [m/min] 240 240 240 240 240 240 240 240
f[mm/U] 0,090 0,110 0,140 0,190 0,230 0,280 0,330 0,330
(A0 =67 & vi [mm/min] 1720 1680 1780 1810 1750 1790 1820 1580
n [1/min] 19100 15300 12700 9500 7600 6400 5500 4800
Ve [m/min] 95 95 95 95 95 95 95 95
f[mm/U] 0,050 0,090 0,110 0,140 0,170 0,200 0,210 23,000
(el vt [mm/min] 380 540 550 530 510 500 460 43700
n [1/min] 7600 6000 5000 3800 3000 2500 2200 1900
Ve [m/min] 65 65 65 65 65 65 65 65
f [mm/U] 0,050 0,070 0,090 0,110 0,140 0,160 0,170 0,190
v [mm/min] 260 290 310 290 290 270 260 250
n [1/min] 5200 4100 3400 2600 2100 1700 1500 1300
Ve [m/min] 125 125 125 125 125 125 125 125
f [mm/U] 0,090 0,140 0,170 0,190 0,200 0,230 0,230 0,260
v [mm/min] 890 1120 1120 950 800 760 640 650
n [1/min] 9900 8000 6600 5000 4000 3300 2800 2500

* Unbeschichtete Werkzeuge (30-2080): Vc 0,8 (ca.)
* uncoated tools (30-2080): Vc 0,8 (ca.)

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM PrREZISION Schnittdaten / cutting data

« gy Vollhartmetall-Stufenbohrer Werk
HAM 296 Multidrill solid carbide step drill ‘VHM’ 22 | [oma ] | Nom

wp | [T [owesss
Werk | | 720 | [BHak

SHRINK
M P e

Conversion to Inch:

* To convert VC (meters per minute)
to SFM (surface feet per minute)

; DIN6535| |DIN 6535
multiply VC by 3.28 vek| EHec
* To convert f (mm per minute)
to IPR (inches per rev.) divide f by
25.4

vateril [ [T 5 g3 EER D[ 8[Dar
Si N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-2120 [ ] [ ] [ J o [ ] [ ] [ J [ J
® schr gut geeignet/very suitable O geeignet/suitable

eristotialupee o M4 - M5 M6 - M8 M10-M12 M14-M16 M18-M20
Material group

V¢ [m/min] 300 300 300 300 300

f [mm/U] 0,100 0,150 0,200 0,300 0,350
Alu V¢ [mm/min] 2270 1940 1880 2040 1860

n [1/min] 22700 12900 9400 6800 5300

Ve [m/min] 250 250 250 250 250

f [mm/U] 0,100 0,150 0,200 0,300 0,350
Alu > 9% Si vt [mm/min] 1890 1620 1560 1710 1540

n [1/min] 18900 10800 7800 5700 4400

Ve [m/min] 100 100 100 100 100

f [mm/U] 0,080 0,100 0,200 0,250 0,300
@ vt [mm/min] 610 430 620 580 540

n [1/min] 7600 4300 3100 2300 1800

Ve [m/min] 70 70 70 70 70

 [mm/U] 0,060 0,100 0,150 0,200 0,250

V¢ [mm/min] 320 300 330 320 300

n [1/min] 5300 3000 2200 1600 1200

Ve [m/min] 130 130 130 130 130

f [mm/U] 0,100 0,150 0,200 0,300 0,350

V¢ [mm/min] 990 840 820 900 810

n [1/min] 9900 5600 4100 3000 2300

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data HAM prAZISION

Vollhartmetall-Tieflochbohrer
HAM solid carbide deep hole drill >xD

30° rechts Norm

v | [

Werk /140e ) HA

SHRINK
M ) A

‘ VHM ’ 22 Werk

5xD

Conversion to Inch:

* To convert VC (meters per minute)
to SFM (surface feet per minute)
multiply VC by 3.28

* To convert f (mm per minute)
to IPR (inches per rev.) divide f by
25.4 1

A
Y

1 Alu Alu Stahl Stahl Stahl INOX INOX GG
Material >9% | <800 <55 | <60 <800 | >800 ‘ ‘ b AR
Si | Nmme HRC | HRC Nimm? | Nimm? ws | max | ohme
30-2181 [ ] [ ] o [ ] [ ] [ ]
@ schr gut geeignet/very suitable O geeignet/suitable

"M":t"e‘:i‘a"lf;?;‘l’]';pe o 1-12 1,25-1,45 15-17 1,75-1,95 2-22 2,25-2,45 25-27 2,75-3

Ve [m/min] 100 100 100 100 100 100 100 100

f [mm/U] 0,050 0,060 0,080 0,100 0,120 0,120 0,140 0,160
Stahl <800 N/mm? | 1) /min] 1450 1420 1590 1720 1820 1620 1710 1760

n [1/min] 28900 23600 19900 17200 15200 13500 12200 11000

Ve [m/min] 70 70 70 70 70 70 70 70

f [mm/U] 0,030 0,040 0,040 0,060 0,080 0,100 0,120 0,140

v [mm/min] 610 660 560 720 850 950 1030 1080

n [1/min] 20300 16500 13900 12000 10600 9500 8600 7700

Ve [m/min] 55 55 55 55 55 55 55 55

f [mm/U] 0,030 0,060 0,060 0,080 0,080 0,100 0,100 0,120

v [mm/min] 480 780 650 760 660 740 670 720

n [1/min] 15900 13000 10900 9500 8300 7400 6700 6000
INOX < 800 N/mm?

Bitte setzen Sie sich beim Einsatz von INOX mit uns in Verbindung
Please contact us if you use material INOX

INOX > 800 N/mm?

Ve [m/min] 100 100 100 100 100 100 100 100

f [mmA] 0,060 0,080 0,100 0,120 0,150 0,018 0,200 0,250
GG v [mm/min] 1730 1890 1990 2060 2280 240 2440 2750

n [1/min] 28900 23600 19900 17200 15200 13500 12200 11000

V¢ [m/min] 60 60 60 60 60 60 60 60

f [mm/U] 0,060 0,080 0,100 0,120 0,150 0,180 0,200 0,250
vf [mm/min] 1040 1130 1190 1240 1370 1460 1460 1650
n [1/min] 17400 14100 11900 10300 9100 8100 7300 6600
V¢ [m/min] 40 40 40 40 40 40 40 40

f [mm/U] 0,020 0,020 0,040 0,050 0,060 0,080 0,100 0,120
vf [mm/min] 230 190 320 350 370 430 490 530
n [1/min] 11600 9400 8000 6900 6100 5400 4900 4400
V¢ [m/min] 30 30 30 30 30 30 30 30

f [mm/U] 0,020 0,030 0,040 0,050 0,060 0,070 0,080 0,100
vf [mm/min] 170 210 240 260 270 290 300 330
n [1/min] 8700 7100 6000 5200 4500 4100 3700 3300

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.

33


HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM PREZISION Schnittdaten / cutting data

Vollhartmetall-Tieflochbohrer
HAM solid carbide deep hole drill 8xD

30° rechts Norm

e | (LT

b+ Werk | | 7405 o HA

SHRINK
M P e

‘ VHM ’ 22 Werk

Conversion to Inch:

* To convert VC (meters per minute)
to SFM (surface feet per minute)
multiply VC by 3.28

* To convert f (mm per minute)
to IPR (inches per rev.) divide f by
25.4

A
y

; Au | Au | stahl Stahl | Stahl INOX | INOX | GG
Material >9% | <800 <55 | <60 <800 | >800 ‘ ‘ b AR
Si N/mm? HRC HRC N/mm? | N/mm? MMS max. ohne
30-2221 [ ] [ ] (o] [ ] (o] [ ] [ ] [ ]
@ schr gut geeignet/very suitable O geeignet/suitable

m:::::;f;?;ﬂ';pe o 1-12 1,25-1,45 15-17 1,75-1,95 2-22 225-245 25-27 275-3

Ve [m/min] 100 100 100 100 100 100 100 100

f [mm/u) 0,050 0,060 0,080 0,100 0,120 0,120 0,140 0,160
stahl <800 N/mm? [\ n/min) 1450 1420 1590 1720 1820 1620 1710 1760

n [1/min] 28900 23600 19900 17200 15200 13500 12200 11000

Ve [m/min] 70 70 70 70 70 70 70 70

f [mm/u) 0,030 0,040 0,040 0,060 0,080 0,100 0,120 0,140

vt [mm/min] 610 660 560 720 850 950 1030 1080

n [1/min] 20300 16500 13900 12000 10600 9500 8600 7700

Ve [m/min] 55 55 55 55 55 55 55 55

f [mm/U] 0,030 0,060 0,060 0,080 0,080 0,100 0,100 0,120

vt [mm/min] 480 780 650 760 660 740 670 720

n [1/min] 15900 13000 10900 9500 8300 7400 6700 6000
INOX < 800 N/mm?

Bitte setzen Sie sich beim Einsatz von INOX mit uns in Verbindung
Please contact us if you use material INOX

INOX > 800 N/mm?

Ve [m/min] 100 100 100 100 100 100 100 100

f [mm/U] 0,060 0,080 0,100 0,120 0,150 0,018 0,200 0,250
GE vt [mm/min] 1730 1890 1990 2060 2280 240 2440 2750

n [1/min] 28900 23600 19900 17200 15200 13500 12200 11000

Ve [m/min] 60 60 60 60 60 60 60 60

f [mm/U] 0,060 0,080 0,100 0,120 0,150 0,180 0,200 0,250
vf [mm/min] 1040 1130 1190 1240 1370 1460 1460 1650
n [1/min] 17400 14100 11900 10300 9100 8100 7300 6600
Ve [m/min] 40 40 40 40 40 40 40 40

f [mm/U] 0,020 0,020 0,040 0,050 0,060 0,080 0,100 0,120
vf [mm/min] 230 190 320 350 370 430 490 530
n [1/min] 11600 9400 8000 6900 6100 5400 4900 4400
Ve [m/min] 30 30 30 30 30 30 30 30

f [mm/U] 0,020 0,030 0,040 0,050 0,060 0,070 0,080 0,100
vf [mm/min] 170 210 240 260 270 290 300 330
n [1/min] 8700 7100 6000 5200 4500 4100 3700 3300

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data HAM prAZISION

Werk
30° rechts Norm

@ e | (Y] [
wxo | | Werk | | 105 J

SHRINK
LIBE

Vollhartmetall-Tieflochbohrer
HAM solid carbide deep hole drill 12xD

‘VHM’ zZ2

Conversion to Inch:

* To convert VC (meters per minute)
to SFM (surface feet per minute)
multiply VC by 3.28

* To convert f (mm per minute)
to IPR (inches per rev.) divide f by
25.4

i Au | Au | St Stahl | Stah INoX | INOX | GG
Material >9% | <800 <55 | <60 <800 | >800 ' ‘ b AR
Si N/mm? HRC HRC N/mm? | N/mm? MMS max. ohne
30-2261 [ ] [ ] (@] [ ] [ ] [ ]
® sehr gut geeignet/very suitable O geeignet/suitable

)\’,,":;';:i‘:,f;?;‘:,',’,"e o 1-12 1,25-1,45 15-17 1,75-1,95 2-22 225-2,45 AB-AY 275-3

Ve [m/min] 100 100 100 100 100 100 100 100

f [mm/U) 0,050 0,060 0,080 0,100 0,120 0,120 0,140 0,160
stahl <800 N/mm? [\ min) 1450 1420 1590 1720 1820 1620 1710 1760

n [1/min] 28900 23600 19900 17200 15200 13500 12200 11000

Ve [m/min] 70 70 70 70 70 70 70 70

f [mm/u) 0,030 0,040 0,040 0,060 0,080 0,100 0,120 0,140

vt [mm/min] 610 660 560 720 850 950 1030 1080

n [1/min] 20300 16500 13900 12000 10600 9500 8600 7700

Ve [m/min] 55 55 55 55 55 55 55 55

f Imm/U] 0,030 0,060 0,060 0,080 0,080 0,100 0,100 0,120

vt [mm/min] 480 780 650 760 660 740 670 720

n [1/min] 15900 13000 10900 9500 8300 7400 6700 6000
INOX < 800 N/mm?

Bitte setzen Sie sich beim Einsatz von INOX mit uns in Verbindung
Please contact us if you use material INOX

INOX > 800 N/mm?

Ve [m/min] 100 100 100 100 100 100 100 100

f [mm/U] 0,060 0,080 0,100 0,120 0,150 0,018 0,200 0,250
s vt [mm/min] 1730 1890 1990 2060 2280 240 2440 2750

n [1/min] 28900 23600 19900 17200 15200 13500 12200 11000

Ve [m/min] 60 60 60 60 60 60 60 60

f [mm/U] 0,060 0,080 0,100 0,120 0,150 0,180 0,200 0,250
vf [mm/min] 1040 1130 1190 1240 1370 1460 1460 1650
n [1/min] 17400 14100 11900 10300 9100 8100 7300 6600
Ve [m/min] 40 40 40 40 40 40 40 40

f [mm/U] 0,020 0,020 0,040 0,050 0,060 0,080 0,100 0,120
vf [mm/min] 230 190 320 350 370 430 490 530
n [1/min] 11600 9400 8000 6900 6100 5400 4900 4400
Ve [m/min] 30 30 30 30 30 30 30 30

f [mm/U] 0,020 0,030 0,040 0,050 0,060 0,070 0,080 0,100
vf [mm/min] 170 210 240 260 270 290 300 330
n [1/min] 8700 7100 6000 5200 4500 4100 3700 3300

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM PREZISION Schnittdaten / cutting data

Vollhartmetall-Tieflochbohrer
HAM solid carbide deep hole drill 15xD

30° rechts Norm

_T U‘
S| Wk | || [EDHA
Conversion to Inch: 15xD 140

* To convert VC (meters per minute) & M HPC SHRINK

‘ VHM ’ 22 Werk

to SFM (surface feet per minute) FIT
multiply VC by 3.28 -

* To convert f (mm per minute)
to IPR (inches per rev.) divide f by
254

A
y

; Au | Au | stahl Stahl | Stahl INOX | INOX | GG
Material >9% | <800 <55 | <60 <800 | >800 ‘ ‘ b AR
Si N/mm? HRC HRC N/mm? | N/mm? MMS max. ohne
30-2301 [ ] [ ] (o] [ ] (o] [ ] [ ] [ ]
@ schr gut geeignet/very suitable O geeignet/suitable

m:::::;f;?;ﬂ';pe o 1-12 1,25-1,45 15-17 1,75-1,95 2-22 225-245 25-27 275-3

Ve [m/min] 95 95 95 95 95 95 95 95

f [mm/u) 0,040 0,050 0,070 0,090 0,110 0,110 0,130 0,150
stahl <800 N/mm? [\ n/min) 1100 1120 1320 1470 1580 1420 1510 1560

n [1/min] 27500 22400 18900 16300 14400 12900 11600 10400

Ve [m/min] 65 65 65 65 65 65 65 65

f [mm/u) 0,025 0,035 0,035 0,050 0,070 0,090 0,110 0,130

vt [mm/min] 470 540 450 560 690 790 880 920

n [1/min] 18800 15300 12900 11200 9900 8800 8000 7100

Ve [m/min] 50 50 50 50 50 50 50 50

f [mm/U] 0,025 0,035 0,035 0,050 0,070 0,090 0,100 0,120

vt [mm/min] 360 410 350 430 530 610 610 660

n [1/min] 14500 11800 9900 8600 7600 6800 6100 5500
INOX < 800 N/mm?

Bitte setzen Sie sich beim Einsatz von INOX mit uns in Verbindung
Please contact us if you use material INOX

INOX > 800 N/mm?

Ve [m/min] 95 95 95 95 95 95 95 95

f [mm/U] 0,050 0,070 0,100 0,100 0,120 0,150 0,180 0,200
GE vt [mm/min] 1380 1570 1890 1630 1730 1940 2090 2080

n [1/min] 27500 22400 18900 16300 14400 12900 11600 10400

Ve [m/min] 55 55 55 55 55 55 55 55

f [mm/U] 0,050 0,070 0,100 0,100 0,120 0,150 0,180 0,200
vf [mm/min] 800 910 1090 950 1000 1110 1210 1200
n [1/min] 15900 13000 10900 9500 8300 7400 6700 6000
Ve [m/min] 35 35 35 35 35 35 35 35

f [mm/U] 0,015 0,018 0,030 0,040 0,050 0,070 0,090 0,100
vf [mm/min] 150 150 210 240 270 330 390 380
n [1/min] 10100 8300 7000 6000 5300 4700 4300 3800
Ve [m/min] 25 25 25 25 25 25 25 25

f [mm/U] 0,015 0,020 0,030 0,040 0,050 0,060 0,070 0,090
vf [mm/min] 110 120 150 170 190 200 220 240
n [1/min] 7200 5900 5000 4300 3800 3400 3100 2700

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data HAM prAZISION

Vollhartmetall-Tieflochbohrer
HAM solid carbide deep hole drill 20xD

30° rechts Norm

@ e | (Y] [
wxo | | Werk | | “1a0> J

SHRINK
LIBE

‘ VHM ’ 22 Werk

Conversion to Inch:

* To convert VC (meters per minute)
to SFM (surface feet per minute)
multiply VC by 3.28

* To convert f (mm per minute)
to IPR (inches per rev.) divide f by
25.4

; Au | Au | Sthl Stahl | Stah INOX | INOX | GG
Material >9% | <800 <55 | <60 <800 | >800 ‘ ‘ b AR
Si N/mm? HRC HRC N/mm? | N/mm? MMS max. ohne
30-2341 ° e |0 | @ o | o
® sehr gut geeignet/very suitable O geeignet/suitable

X,,v:tr:f;f;?::,':,pe o 1-12 1,25-1,45 15-17 1,75-1,95 2-22 225-245 AB=AT 275-3

Ve [m/min] 90 90 % 90 90 9 90 90

f [mm/u) 0,040 0,050 0,070 0,090 0,100 0,100 0,120 0,140
stahl <800 N/mm? [\ /min) 1040 1060 1250 1400 1360 1220 1320 1390

n [1/min] 26000 21200 17900 15500 13600 12200 11000 9900

Ve [m/min] 60 60 60 60 60 60 60 60

f [mm/U) 0,025 0,036 0,036 0,050 0,070 0,090 0,100 0,120

vt [mm/min] 440 510 430 520 640 730 730 790

n [1/min] 17400 14100 11900 10300 9100 8100 7300 6600

Ve [m/min] 50 50 50 50 50 50 50 50

f Imm/U] 0,025 0,035 0,035 0,050 0,070 0,090 0,090 0,100

vt [mm/min] 360 410 350 430 530 610 550 550

n [1/min] 14500 11800 9900 8600 7600 6800 6100 5500
INOX < 800 N/mm?

Bitte setzen Sie sich beim Einsatz von INOX mit uns in Verbindung
Please contact us if you use material INOX

INOX > 800 N/mm?

Ve [m/min] 90 90 90 90 90 % 90 90

f [mm/U] 0,050 0,070 0,090 0,100 0,130 0,150 0,180 0,220
s vt [mm/min] 1300 1480 1610 1550 1770 1830 1980 2180

n [1/min] 26000 21200 17900 15500 13600 12200 11000 9900

Ve [m/min] 50 50 50 50 50 50 50 50

f [mm/U] 0,050 0,070 0,090 0,100 0,130 0,150 0,180 0,220
vf [mm/min] 730 830 890 860 990 1020 1100 1210
n [1/min] 14500 11800 9900 8600 7600 6800 6100 5500
Ve [m/min] 35 35 35 35 35 35 35 35

f [mm/U] 0,018 0,018 0,035 0,040 0,050 0,070 0,090 0,100
vf [mm/min] 180 150 250 240 270 330 390 380
n [1/min] 10100 8300 7000 6000 5300 4700 4300 3800
Ve [m/min] 25 25 25 25 25 25 25 25

f [mm/U] 0,018 0,027 0,035 0,045 0,050 0,060 0,070 0,090
vf [mm/min] 130 160 180 190 190 200 220 240
n [1/min] 7200 5900 5000 4300 3800 3400 3100 2700

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM prAZISION

Schnittdaten / cutting data

HAM VoI'IhartmgtalI-Tieﬂochbohrer 15x D ‘ U ’ 22 Werk
solid carbide deep hole drill Wrechts| | Norm
@ e | (T fowess
Soxo | | Werk | |33 | Ak
Conversion to Inch: ‘ i
* To convert VC (meters per minute) dr § HPC SHRINK
to SFM (surface feet per minute) }7 M —_— ﬂ
multiply VC by 3.28
* To convert f (mm per minute)
to IPR (inches per rev.) divide f by
254
Material [ % [ALT 52) o T o [ [ D8] [ar
Si N/mm? HRC HRC N/mm? | N/mm? MMS max. ohne
30-2381 [ J [ J o () [ J [ J [ J
@ schr gut geeignet/very suitable O geeignet/suitable
Werks:toffgruppe 2 3 4 5 6 8 10 12 14
Material group
Ve [m/min] 60 60 60 60 60 60 60 60
f [mm/U] 0,080 0,100 0,150 0,200 0,250 0,300 0,350 0,450
stahl <800 N/mm? [\ n/min) 510 480 570 640 600 570 560 630
n [1/min] 6400 4800 3800 3200 2400 1900 1600 1400
Ve [m/min] 50 50 50 50 50 50 50 50
f [mm/U] 0,080 0,100 0,150 0,200 0,250 0,300 0,350 0,450
vt [mm/min] 420 400 480 540 500 480 460 500
n [1/min] 5300 4000 3200 2700 2000 1600 1300 1100
Ve [m/min] 40 40 40 40 40 40 40 40
f [mm/U] 0,080 0,100 0,150 0,200 0,250 0,300 0,350 0,450
vt [mm/min] 340 320 380 420 400 390 390 410
n [1/min] 4200 3200 2500 2100 1600 1300 1100 900
INOX < 800 N/mm?
Bitte setzen Sie sich beim Einsatz von INOX mit uns in Verbindung
Please contact us if you use material INOX
INOX > 800 N/mm?
Ve [m/min] 60 60 60 60 60 60 60 60
f [mm/U] 0,080 0,100 0,150 0,200 0,250 0,300 0,350 0,450
@ vt [mm/min] 510 480 570 640 600 570 560 630
n [1/min] 6400 4800 3800 3200 2400 1900 1600 1400
Ve [m/min] 50 50 50 50 50 50 50 50
f [mm/U] 0,080 0,100 0,150 0,200 0,250 0,300 0,350 0,450
vt [mm/min] 420 400 480 540 500 480 460 500
n [1/min] 5300 4000 3200 2700 2000 1600 1300 1100
Ve [m/min] 40 40 40 40 40 40 40 40
f [mm/U] 0,080 0,100 0,150 0,200 0,250 0,300 0,350 0,450
vt [mm/min] 340 320 380 420 400 390 390 410
n [1/min] 4200 3200 2500 2100 1600 1300 1100 900
Ve [m/min] 20 20 20 20 20 20 20 20
f [mm/U] 0,040 0,050 0,060 0,070 0,080 0,090 0,100 0,110
vf [mm/min] 80 80 80 80 60 50 50 60
n [1/min] 2100 1600 1300 1100 800 600 500 500

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with

excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data HAM prAZISION

Vollhartmetall-Tieflochbohrer
HAM solid carbide deep hole drill 20xD

‘ VHM ’ 22 Werk

30° rechts Norm

Typ -;.\- DIN 6535
xp | (Werk | | T1377 | [BHAK

SHRINK
M P A

Conversion to Inch:

* To convert VC (meters per minute)
to SFM (surface feet per minute)
multiply VC by 3.28

* To convert f (mm per minute)
to IPR (inches per rev.) divide f by
254

; Au | Alu | Stahl Stahl | Stahl INOX | INOX | GG
Material >9% | <800 <55 | <60 <800 | >800 ‘ ‘ b AIR
Si N/mm? HRC HRC N/mm? | N/mm? MMS max. ohne
30-2421 [ ] [ ] o [ ] [ ] [ ]
@ sehr gut geeignet/very suitable O geeignet/suitable
Werkstoffgruppe
Material group ° g 4 2 @ g i B
Ve [m/min] 60 60 60 60 60 60 60
f [mmA] 0,080 0,100 0,150 0,200 0,250 0,300 0,350
Stahl <800 N/mm? '\ /i) 510 480 570 640 600 570 560
n [1/min] 6400 4800 3800 3200 2400 1900 1600
Ve [m/min] 50 50 50 50 50 50 50
f [mm] 0,080 0,100 0,150 0,200 0,250 0,300 0,350
v [mm/min] 420 400 480 540 500 480 460
n [1/min] 5300 4000 3200 2700 2000 1600 1300
Ve [m/min] 40 40 40 40 40 40 40
f [mm/u) 0,080 0,100 0,150 0,200 0,250 0,300 0,350
v [mm/min] 340 320 380 420 400 390 390
n [1/min] 4200 3200 2500 2100 1600 1300 1100
INOX < 800 N/mm?
Bitte setzen Sie sich beim Einsatz von INOX mit uns in Verbindung
Please contact us if you use material INOX
INOX > 800 N/mm?
Ve [m/min] 60 60 60 60 60 60 60
f [mm/u) 0,080 0,150 0,200 0,250 0,300 0,350 0,400
GG v [mm/min] 510 720 760 800 720 670 640
n [1/min] 6400 4800 3800 3200 2400 1900 1600

Ve [m/min] 50 50 50 50 50 50 50
f [mm/U] 0,080 0,150 0,200 0,250 0,300 0,350 0,400
vf [mm/min] 420 600 640 680 600 560 520
n [1/min] 5300 4000 3200 2700 2000 1600 1300
Ve [m/min] 40 40 40 40 40 40 40
f [mm/U] 0,080 0,100 0,150 0,200 0,250 0,300 0,350
vf [mm/min] 340 320 380 420 400 390 390
n [1/min] 4200 3200 2500 2100 1600 1300 1100
Ve [m/min] 20 20 20 20 20 20 20
f [mm/U] 0,040 0,050 0,060 0,070 0,080 0,090 0,100
vf [mm/min] 80 80 80 80 60 50 50
n [1/min] 2100 1600 1300 1100 800 600 500

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM prAZISION Schnittdaten / cutting data

Vollhartmetall-Tieflochbohrer
HAM solid carbide deep hole drill 25xD

Werk
‘ VHM ’ ol 30° rechts Norm

Typ ‘;.\‘ DIN 6535
Bx0 | |Werk | |T137| [BHAK
Conversion to Inch:

. SHRINK
* To convert VC (meters per minute) M HPC FIT

to SFM (surface feet per minute)

multiply VC by 3.28 B e e e e E—

* To convert f (mm per minute) 13
to IPR (inches per rev.) divide f by

25.4 12
- 1 .
bl
ateral | @ [ R 2100 [
Si N/mm? HRC HRC N/mm? | N/mm? MMS max. ohne
30-2461 [ ] [ ] O [ ] (@] [ ] [ ] [ ]
@ schr gut geeignet/very suitable O geeignet/suitable
‘h’ﬂ":;::it:lf;?::";'“‘e o 3 4-45 5-55 6-65 8 10
Ve [m/min] 60 60 60 60 60 60
f [mm/U] 0,080 0,100 0,150 0,200 0,250 0,300
Stahl <800 N/mm? 1\ /i) 510 480 570 640 680 570
n [1/min] 6400 4800 3800 3200 2700 1900
Ve [m/min] 50 50 50 50 50 50
f [mm/U] 0,080 0,100 0,150 0,200 0,250 0,300
v [mm/min] 420 400 480 540 580 480
n [1/min] 5300 4000 3200 2700 2300 1600
Ve [m/min] 40 40 40 40 40 40
£ [mm/u] 0,080 0,100 0,150 0,200 0,250 0,300
v [mm/min] 340 320 380 420 450 390
n [1/min] 4200 3200 2500 2100 1800 1300
INOX < 800 N/mm?
Bitte setzen Sie sich beim Einsatz von INOX mit uns in Verbindung
Please contact us if you use material INOX
INOX > 800 N/mm?
Ve [m/min] 60 60 60 60 60 60
£ [mm/u] 0,080 0,150 0,200 0,250 0,300 0,350
GG v [mm/min] 510 720 760 800 810 670
n [1/min] 6400 4800 3800 3200 2700 1900
Ve [m/min] 50 50 50 50 50 50
f [mm/u] 0,080 0,150 0,200 0,250 0,300 0,350
v [mm/min] 420 600 640 680 690 560
n [1/min] 5300 4000 3200 2700 2300 1600
Ve [m/min] 40 40 40 40 40 40
f [mm/u] 0,080 0,100 0,150 0,200 0,250 0,300
v [mm/min] 340 320 380 420 450 390
n [1/min] 4200 3200 2500 2100 1800 1300
Ve [m/min] 20 20 20 20 20 20
f [mm/U] 0,040 0,050 0,060 0,070 0,080 0,090
vi [mm/min] 80 80 80 80 70 50
n [1/min] 2100 1600 1300 1100 900 600

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data HAM prAZISION

Vollhartmetall-Tieflochbohrer
HAM solid carbide deep hole drill 30xD

‘ VHM ’ 22 Werk

30° rechts Norm

Typ ‘9\‘ DIN 6535
) 30xp | | Werk | | 713727 [BHAK
Conversion to Inch:

* To convert VC (meters per minute) M HPC SHFT.FK
to SFM (surface feet per minute) ‘ )

multiply VC by 3.28 d2

* To convert f (mm per minute) 3
to IPR (inches per rev.) divide f by

25.4 12

‘47

v

aterl | | % o T e [ 218D [an
Si HRC HRC N/mm? | N/mm? MMS max. ohne
30-2501 [ ] O [ ] [ ] [ ]
@ sehr gut geeignet/very suitable O geeignet/suitable

:\'n"::'e‘:i‘a‘l’lf;?;‘l‘l:”e o 3 4-45 5-55 6-65 7 8
Ve [m/min] 60 60 60 60 60 60
f [mm/u) 0,080 0,100 0,150 0,200 0,250 0,250

Stahl <800 N/mm? '\ i) 510 450 560 640 680 600
n [1/min] 6400 4500 3700 3200 2700 2400
Ve [m/min] 50 50 50 50 50 50
f [mm/u) 0,080 0,100 0,150 0,200 0,250 0,250
v [mm/min] 420 380 470 540 580 500
n [1/min] 5300 3800 3100 2700 2300 2000
Ve [m/min] %0 40 40 40 40 40
f [mm/u) 0,080 0,100 0,150 0,200 0,250 0,250
v [mm/min] 340 300 360 420 450 400
n [1/min] 4200 3000 2400 2100 1800 1600

INOX < 800 N/mm?

Bitte setzen Sie sich beim Einsatz von INOX mit uns in Verbindung
Please contact us if you use material INOX

INOX > 800 N/mm?
Ve [m/min] 60 60 60 60 60 60
f [mm/u) 0,080 0,150 0,200 0,250 0,300 0,300

GG v [mm/min] 510 680 740 800 810 720
n [1/min] 6400 4500 3700 3200 2700 2400
Ve [m/min] 50 50 50 50 50 50
f [mm/U) 0,080 0,150 0,200 0,250 0,300 0,300
vt [mm/min] 420 570 620 680 690 600
n [1/min] 5300 3800 3100 2700 2300 2000
Ve [m/min] ) 40 40 %0 40 )
f [mm/u) 0,080 0,100 0,150 0,200 0,250 0,250
vt [mm/min] 340 300 360 420 450 400
n [1/min] 4200 3000 2400 2100 1800 1600
Ve [m/min] 20 20 20 20 20 20
f [mm/] 0,040 0,050 0,060 0,070 0,080 0,080
v [mm/min] 80 80 70 80 70 60
n [1/min] 2100 1500 1200 1100 900 800

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM prAZISION Schnittdaten / cutting data

Werk
30° rechts Norm

SO LT [owess
40xD ki T
X

VHM Z2

Vollhartmetall-Tieflochbohrer
HAM solid carbide deep hole drill 40xD ‘

Werk | | 1370 | [=HAK

Conversion to Inch:

SHRINK
* To convert VC (meters per minute) HPC FIT

to SFM (surface feet per minute)
multiply VC by 3.28

* To convert f (mm per minute) d1
to IPR (inches per rev.) divide f by
25.4

A
Y

1 Alu Alu INOX GG
Material Lo o ‘ ‘ & AR
Si Nimm? MMS | max. | ohne
30-2541 () [ J [ J o (o] [ J [ J
@ schr gut geeignet/very suitable O geeignet/suitable
Werkstoffgruppe
Material group e 8 5
Ve [m/min] 60 60
f [mm/U] 0,080 0,100
stahl <800 N/mm? [\ /min) 380 380
n [1/min] 4800 3800
Ve [m/min] 50 50
f [mm/U] 0,080 0,100
vf [mm/min] 320 320
n [1/min] 4000 3200
Ve [m/min] 40 40
f [mm/U] 0,080 0,100
vi [mm/min] 260 250
n [1/min] 3200 2500
INOX < 800 N/mm?
Bitte setzen Sie sich beim Einsatz von INOX mit uns in Verbindung
Please contact us if you use material INOX
INOX > 800 N/mm?
Ve [m/min] 60 60
f [mm/U] 0,080 0,150
Go vt [mm/min] 380 570
n [1/min] 4800 3800

Ve [m/min] 50 50
f [mm/U] 0,080 0,150
vf [mm/min] 320 480

n [1/min] 4000 3200

Ve [m/min] 40 40
f [mm/U] 0,080 0,100
vi [mm/min] 260 250

n [1/min] 3200 2500

Ve [m/min] 20 20
f [mm/U] 0,040 0,050

vi [mm/min] 60 70

n [1/min] 1600 1300

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data HAM PrRAZISION

Vollhartmetall-Tieflochbohrer
HAM solid carbide deep hole drill 15xD

15° rechts Norm

‘ VHM ’ 22 Werk

wp | [T [owesss
Werk | [“1375°| [E3HAK

SHRINK
M ) A

Conversion to Inch:

* To convert VC (meters per minute)

to SFM (surface feet per minute) P Sy
multiply VC by 3.28

* To convert f (mm per minute) ‘—B’
to IPR (inches per rev.) divide f by - 12 »
25.4 [
d bl
Waterial | A | 2 % [ o [ o | v [ [ DT80 [ar
Si N/mm? | N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-2580 [} [} [ ] [ ] [ J
® sehr gut geeignet/very suitable O geeignet/suitable
G CHIIpES o 3 4 45 5 55 6 6,5 7 8 85 10 12 14
Material group
Ve [m/min] 135 135 135 180 180 220 220 220 250 250 250 250 250
f [mm/U] 0,120 0,150 0,150 0,180 0,180 0,200 0,200 0,200 0,300 0,300 0,350 0,400 0,500
Alu vi [mm/min] 1720 1610 1430 2070 1870 2340 2160 2000 2970 2820 2800 2640 2850
n [1/min] 14300 10700 9500 11500 10400 11700 10800 10000 9900 9400 8000 6600 5700
Ve [m/min] 100 100 100 150 150 180 180 180 180 180 180 180 180
f [mm/U] 0,100 0,120 0,120 0,200 0,200 0,250 0,250 0,250 0,300 0,300 0,400 0,400 0,550
AlugZs] vi [mm/min] | 1060 960 850 1900 1740 2380 2200 2050 2160 2010 2280 1920 2260
n [1/min] 10600 8000 7100 9500 8700 9500 8800 8200 7200 6700 5700 4800 4100
Ve [m/min] 120 120 120 180 180 200 200 200 200 200 200 200 200
f [mm/U] 0,100 0,100 0,100 0,200 0,200 0,250 0,250 0,250 0,300 0,300 0,400 0,400 0,550
vt [mm/min] 1270 950 850 2300 2080 2650 2450 2280 2400 2250 2560 2120 2480
n [1/min] 12700 9500 8500 11500 10400 10600 9800 9100 8000 7500 6400 5300 4500

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM PrREZISION Schnittdaten / cutting data

HAM VoI'IhartmgtalI-Tieﬂochbohrer 20x D ‘VHM’ 72 Werk
solid carbide deep hole drill i5°rects) | Norm
wp | [T [owesss
Conversion to Inch: ‘ % Werk | | 7375 | [BHak
* To convert VC (meters per minute) SHRINK
to SFM (surface feet per minute) A e e a2 M HPC FIT
multiply VC by 3.28 T j -
13
*To co_nvert f (mm per n_1i_nute) 2
to IPR (inches per rev.) divide f by
25.4 "
- »
Waterial | A | A | S0 | S G sy | S [ o [ v G e e 21810 | an
Si N/mm? | N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-2620 [ J [ J [ [} [}
® schr gut geeignet/very suitable O geeignet/suitable
U S e o 3 4 45 5 55 6 65 7 8 85 10 12
Material group
Ve [m/min] 135 135 135 180 180 220 220 220 250 250 250 250
f [mm/] 0,120 0,150 0,150 0,180 0,180 0,200 0,200 0,200 0,300 0,300 0,350 0,400
Alu vt [mm/min] 1720 1610 1430 2070 1870 2340 2160 2000 2970 2820 2800 2640
n [1/min] 14300 10700 9500 11500 10400 11700 10800 10000 9900 9400 8000 6600
Ve [m/min] 100 100 100 150 150 180 180 180 180 180 180 180
f [mm/U] 0,100 0,120 0,120 0,200 0,200 0,250 0,250 0,250 0,300 0,300 0,400 0,400
ALEOSS| vt [mm/min] | 1060 960 850 1900 1740 2380 2200 2050 2160 2010 2280 1920
n [1/min] 10600 8000 7100 9500 8700 9500 8800 8200 7200 6700 5700 4800
Ve [m/min] 120 120 120 180 180 200 200 200 200 200 200 200
f [mm/U] 0,100 0,100 0,100 0,200 0,200 0,250 0,250 0,250 0,300 0,300 0,400 0,400
vt [mm/min] 1270 950 850 2300 2080 2650 2450 2280 2400 2250 2560 2120
n [1/min] 12700 9500 8500 11500 10400 10600 9800 9100 8000 7500 6400 5300

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data

HAM PrRAZISION

HAM

Conversion to Inch:

* To convert VC (meters per minute)
to SFM (surface feet per minute)
multiply VC by 3.28

Vollhartmetall-Tieflochbohrer
solid carbide deep hole drill

25xD

15° rechts Norm

m:‘ wp | [T [owesss
5x0 | | Werk | | 71375 | [Hak

SHRINK
M ) A

‘ VHM ’ 22 Werk

d1 - ————— e ey d2
* To convert f (mm per minute) j
to IPR (inches per rev.) divide f by 13
25.4 12
- n >
Material | % [T s T R o [ Rl o [ v [ s D8] D [ar
Si N/mm? | N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-2660 [ ] [ ] [ [ [ ]
® sehr gut geeignet/very suitable O geeignet/suitable
Werkstoffgruppe . 3 4 45 5 55 6 6,5 7 8 85 10
Material group
Ve [m/min] 135 135 135 180 180 220 220 220 250 250 250
f[mm/U] 0,120 0,150 0,150 0,180 0,180 0,200 0,200 0,200 0,300 0,350 0,350
Alu v [mm/min] 1720 1610 1430 2070 1870 2340 2160 2000 2970 2800 2800
n [1/min] 14300 10700 9500 11500 10400 11700 10800 10000 9900 8000 8000
Ve [m/min] 100 100 100 150 150 180 180 180 180 180 180
f[mm/U] 0,100 0,120 0,120 0,200 0,200 0,250 0,250 0,250 0,300 0,400 0,400
Alu>19% Si vt [mm/min] 1060 960 850 1900 1740 2380 2200 2050 2160 2280 2280
n [1/min] 10600 8000 7100 9500 8700 9500 8800 8200 7200 5700 5700
Ve [m/min] 120 120 120 180 180 200 200 200 200 200 200
f[mm/U] 0,100 0,100 0,100 0,200 0,200 0,250 0,250 0,250 0,300 0,400 0,400
v [mm/min] 1270 950 850 2300 2080 2650 2450 2280 2400 2560 2560
n [1/min] 12700 9500 8500 11500 10400 10600 9800 9100 8000 6400 6400

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with

excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM PrREZISION Schnittdaten / cutting data

HAM Vollhartmetall-Tieflochbohrer 30xD ‘VHM ’ 2 Werk
solid carbide deep hole drill 15°rechts| | Norm
Typ L) [owesss
= N
Conversion to Inch: ‘ 30x0 | | Werk 137°7| [BHAK

* To convert VC (meters per minute) Hpc | [SHRINK
to SFM (surface feet per minute) ‘ FIT
multiply VC by 3.28 g —_— e

d2
* To convert f (mm per minute) 13

to IPR (inches per rev.) divide f by

25.4 12
- 11 .
< >
Material | # [EN = (ORI = (S " [ v e DD [ ar
Si N/mm? | N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-2700 [ ] [ ] [ ] [ ] [ ]
@ sehr gut geeignet/very suitable O geeignet/suitable
Werkstoffgruppe
Material group ° 3 4 45 5 5,5 6 6,5 7
Ve [m/min] 135 135 135 180 180 220 220 220
f [mm/U] 0,120 0,150 0,150 0,180 0,180 0,200 0,200 0,200
Alu v¢ [mm/min] 1720 1610 1430 2070 1870 2340 2160 2000
n [1/min] 14300 10700 9500 11500 10400 11700 10800 10000
Ve [m/min] 100 100 100 150 150 180 180 180
f [mm/U] 0,100 0,120 0,120 0,200 0,200 0,250 0,250 0,250
Alu > 9% Si vt [mm/min] 1060 960 850 1900 1740 2380 2200 2050
n [1/min] 10600 8000 7100 9500 8700 9500 8800 8200
Ve [m/min] 120 120 120 180 180 200 200 200
f [mm/U] 0,100 0,100 0,100 0,200 0,200 0,250 0,250 0,250
v¢ [mm/min] 1270 950 850 2300 2080 2650 2450 2280
n [1/min] 12700 9500 8500 11500 10400 10600 9800 9100

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data HAM PrRAZISION

Werk
15° rechts Norm

Vollhartmetall-Tieflochbohrer
HAM solid carbide deep hole drill 40xD

‘VHM’ zZ2

wp | [LT] [owesss
oo | | Werk | | 13| (A

Conversion to Inch:
HPC SHRINK
* To convert VC (meters per minute) FIT

to SFM (surface feet per minute,
multiply VC by 3.28

o= —~ = = = = )
* To convert f (mm per minute)} $
to IPR (inches per rev.) divide fby | 13 .l

254 B 2 a
& >
I
Material | # [ T 5o [ TSN <o [ RG] v | s | [Pess] e H DI ¥ [ ar
Si N/mm? | N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-2740 [ J [ J [ J [ ] [ J
@ sehr gut geeignet/very suitable O geeignet/suitable
Werks_toffgruppe . 4 5
Material group
V¢ [m/min] 135 135
f [mm/U] 0,120 0,150
Alu vt [mm/min] 1280 1290
n [1/min] 10700 8600
V¢ [m/min] 100 100
f [mm/U] 0,100 0,120
Alu > 9% Si vt [mm/min] 800 770
n [1/min] 8000 6400
V¢ [m/min] 120 120
f [mm/U] 0,100 0,100
vf [mm/min] 950 760
n [1/min] 9500 7600

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM PrREZISION Schnittdaten / cutting data

HAM 329 VoI.Ihartm.etaII-Zentrler'bohrer ‘VHM’ ‘ 22 ’ DIN
solid carbide center drill rects | | 333R
Conversion to Inch: ‘ TypN ’ /12% j HA
* To convert VC (meters per minute)
to SFM (surface feet per minute) SHRINK
multiply VC by 3.28 . FIT
o~ e
* To convert f (mm per minute) -
to IPR (inches per rev.) divide f by
25.4
1 Al Al hl hl hi hi INOX INOX hochw.
Materlal ‘ > 9;6 jtgoo <S:a200 S<t£;5 S:Zo < z%o > 8000 o L:;ier- b ‘ b AIR
Si N/mm? | N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-2760 [ ] [ ] [ J [ J [} o o [ J [ J o (o] [ ] [ J [ J
® sehr gut geeignet/very suitable O geeignet/suitable
‘,(n"::z:it;’lf;‘-:;‘l"z"e o 05 08 1 125 16 2 25 315 4 5 63
vV [m/min] 100 100 100 100 100 100 100 100 100 100 100
A f [mm/U] 0,010 0,010 0,010 0,010 0,020 0,020 0,020 0,020 0,030 0,030 0,060
vf [mm/min] 500 400 320 260 400 320 250 200 240 190 310
n [1/min] min. 50000 39800 31800 25500 19900 15900 12700 10100 8000 6400 5100
vV [m/min] 80 80 80 80 80 80 80 80 80 80 80
P f [mm/U] 0,010 0,010 0,010 0,010 0,020 0,020 0,020 0,020 0,030 0,030 0,060
vf [mm/min] 500 320 260 200 320 250 200 160 190 150 240
n [1/min] min. 50000 31800 25500 20400 15900 12700 10200 8100 6400 5100 4000
Ve [m/min] 70 70 70 70 70 70 70 70 70 70 70
f [mm/U] 0,020 0,020 0,030 0,030 0,080 0,080 0,100 0,100 0,150 0,150 0,200
Stahl < 800 N/mm? -
vf [mm/min] 890 560 670 530 1110 890 890 710 840 680 700
n [1/min] 44600 27900 22300 17800 13900 11100 8900 7100 5600 4500 3500
Ve [m/min] 60 60 60 60 60 60 60 60 60 60 60
f [mm/U] 0,010 0,010 0,020 0,020 0,070 0,070 0,080 0,080 0,100 0,100 0,150
Stahl < 1200 N/mm? -
vf [mm/min] 380 240 380 310 830 670 610 490 480 380 450
n [1/min] 38200 23900 19100 15300 11900 9500 7600 6100 4800 3800 3000
Ve [m/min] 50 50 50 50 50 50 50 50 50 50 50
f [mm/U] 0,010 0,010 0,010 0,010 0,015 0,015 0,020 0,020 0,025 0,030 0,040
vf [mm/min] 320 200 160 130 150 120 130 100 100 100 100
n [1/min] 31800 19900 15900 12700 9900 8000 6400 5100 4000 3200 2500
Ve [m/min] 30 30 30 30 30 30 30 30 30 30 30
f [mm/U] 0,010 0,010 0,010 0,010 0,025 0,025 0,030 0,030 0,040 0,050 0,070
INOX < 800 N/mm?2 -
vf [mm/min] 190 120 100 80 150 120 110 90 100 100 110
n [1/min] 19100 11900 9500 7600 6000 4800 3800 3000 2400 1900 1500
Ve [m/min] 25 25 25 25 25 25 25 25 25 25 25
f [mm/U] 0,010 0,010 0,010 0,010 0,020 0,020 0,025 0,025 0,030 0,040 0,050
INOX > 800 N/mm? -
vf [mm/min] 160 100 80 60 100 80 80 60 60 60 70
n [1/min] 15900 9900 8000 6400 5000 4000 3200 2500 2000 1600 1300
Ve [m/min] 70 70 70 70 70 70 70 70 70 70 70
. f [mm/U] 0,010 0,010 0,030 0,030 0,060 0,060 0,080 0,080 0,100 0,100 0,150
vf [mm/min] 450 280 670 530 830 670 710 570 560 450 530
n [1/min] 44600 27900 22300 17800 13900 11100 8900 7100 5600 4500 3500
Ve [m/min] 60 60 60 60 60 60 60 60 60 60 60
f [mm/U] 0,010 0,010 0,020 0,020 0,050 0,050 0,070 0,070 0,100 0,100 0,120
vf [mm/min] 380 240 380 310 600 480 530 430 480 380 360
n [1/min] 38200 23900 19100 15300 11900 9500 7600 6100 4800 3800 3000
Ve [m/min] 25 25 25 25 25 25 25 25 25 25 25
hochwarmfeste f [mm/U] 0,010 0,010 0,010 0,010 0,015 0,015 0,020 0,020 0,025 0,030 0,040
Legierungen vf [mm/min] 160 100 80 60 80 60 60 50 50 50 50
n [1/min] 15900 9900 8000 6400 5000 4000 3200 2500 2000 1600 1300
Ve [m/min] 20 20 20 20 20 20 20 20 20 20 20
f [mm/U] 0,010 0,010 0,010 0,010 0,015 0,015 0,020 0,020 0,025 0,030 0,035
vf [mm/min] 130 80 60 50 60 50 50 40 40 40 40
n [1/min] 12700 8000 6400 5100 4000 3200 2500 2000 1600 1300 1000
vV [m/min] 150 150 150 150 150 150 150 150 150 150 150
f [mm/U] 0,010 0,010 0,010 0,010 0,010 0,010 0,010 0,010 0,030 0,030 0,050
vf [mm/min] 500 500 480 380 300 240 190 150 360 290 380
n [1/min] min. 50000 | min. 50000 47700 38200 29800 23900 19100 15200 11900 9500 7600

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data

HAM PrRAZISION

HAM 330 VoI.Ihartm.etaII-Zentrle(bohrer ‘VHM’ ‘ 72 ’ DIN
solid carbide center drill rects | | 333A
Conversion to Inch: ‘ TypN ’ /:/'0} ) HA
* To convert VC (meters per minute)
to SFM (surface feet per minute) SHRINK
multiply VC by 3.28 :C\): FIT
* To convert f (mm per minute)
to IPR (inches per rev.) divide f by
25.4
1 Al Al hi hi hl hl INOX INOX hochw.
Vaterial | v [T s o e [ T o [ [ D18 [ a
Si N/mm? | N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-2800 [ J [ J [ ] [ ] [ J (o] (o] [ ] [ J (e] [ J [ ] [ J
@ sehr gut geeignet/very suitable O geeignet/suitable
‘,(n":t"e‘:i‘a"lf;?;‘l’l';pe o 05 08 1 125 16 2 25 3,15 4 5 63
Ve [m/min] 100 100 100 100 100 100 100 100 100 100 100
A f [mm/U] 0,010 0,010 0,010 0,010 0,020 0,020 0,020 0,020 0,030 0,030 0,060
vf [mm/min] 500 400 320 260 400 320 250 200 240 190 310
n [1/min] min. 50000 39800 31800 25500 19900 15900 12700 10100 8000 6400 5100
Ve [m/min] 80 80 80 80 80 80 80 80 80 80 80
A ETAaT f [mm/U] 0,010 0,010 0,010 0,010 0,020 0,020 0,020 0,020 0,030 0,030 0,060
vf [mm/min] 500 320 260 200 320 250 200 160 190 150 240
n [1/min] min. 50000 31800 25500 20400 15900 12700 10200 8100 6400 5100 4000
Ve [m/min] 70 70 70 70 70 70 70 70 70 70 70
f [mm/U] 0,020 0,020 0,030 0,030 0,080 0,080 0,100 0,100 0,150 0,150 0,200
Stahl < 800 N/mm? -
vf [mm/min] 890 560 670 530 1110 890 890 710 840 680 700
n [1/min] 44600 27900 22300 17800 13900 11100 8900 7100 5600 4500 3500
Ve [m/min] 60 60 60 60 60 60 60 60 60 60 60
f [mm/U] 0,010 0,010 0,020 0,020 0,070 0,070 0,080 0,080 0,100 0,100 0,150
Stahl < 1200 N/mm? -
vf [mm/min] 380 240 380 310 830 670 610 490 480 380 450
n [1/min] 38200 23900 19100 15300 11900 9500 7600 6100 4800 3800 3000
Ve [m/min] 50 50 50 50 50 50 50 50 50 50 50
f [mm/U] 0,010 0,010 0,010 0,010 0,015 0,015 0,020 0,020 0,025 0,030 0,040
vf [mm/min] 320 200 160 130 150 120 130 100 100 100 100
n [1/min] 31800 19900 15900 12700 9900 8000 6400 5100 4000 3200 2500
Ve [m/min] 30 30 30 30 30 30 30 30 30 30 30
f [mm/U] 0,010 0,010 0,010 0,010 0,025 0,025 0,030 0,030 0,040 0,050 0,070
INOX < 800 N/mm?2 -
vf [mm/min] 190 120 100 80 150 120 110 90 100 100 110
n [1/min] 19100 11900 9500 7600 6000 4800 3800 3000 2400 1900 1500
Ve [m/min] 25 25 25 25 25 25 25 25 25 25 25
f [mm/U] 0,010 0,010 0,010 0,010 0,020 0,020 0,025 0,025 0,030 0,040 0,050
INOX > 800 N/mm? -
vf [mm/min] 160 100 80 60 100 80 80 60 60 60 70
n [1/min] 15900 9900 8000 6400 5000 4000 3200 2500 2000 1600 1300
Ve [m/min] 70 70 70 70 70 70 70 70 70 70 70
- f [mm/U] 0,010 0,010 0,030 0,030 0,060 0,060 0,080 0,080 0,100 0,100 0,150
vf [mm/min] 450 280 670 530 830 670 710 570 560 450 530
n [1/min] 44600 27900 22300 17800 13900 11100 8900 7100 5600 4500 3500
Ve [m/min] 60 60 60 60 60 60 60 60 60 60 60
f [mm/U] 0,010 0,010 0,020 0,020 0,050 0,050 0,070 0,070 0,100 0,100 0,120
vf [mm/min] 380 240 380 310 600 480 530 430 480 380 360
n [1/min] 38200 23900 19100 15300 11900 9500 7600 6100 4800 3800 3000
Ve [m/min] 25 25 25 25 25 25 25 25 25 25 25
hochwarmfeste f [mm/U] 0,010 0,010 0,010 0,010 0,015 0,015 0,020 0,020 0,025 0,030 0,040
Legierungen vf [mm/min] 160 100 80 60 80 60 60 50 50 50 50
n [1/min] 15900 9900 8000 6400 5000 4000 3200 2500 2000 1600 1300
Ve [m/min] 20 20 20 20 20 20 20 20 20 20 20
f [mm/U] 0,010 0,010 0,010 0,010 0,015 0,015 0,020 0,020 0,025 0,030 0,035
vf [mm/min] 130 80 60 50 60 50 50 40 40 40 40
n [1/min] 12700 8000 6400 5100 4000 3200 2500 2000 1600 1300 1000
Ve [m/min] 150 150 150 150 150 150 150 150 150 150 150
f [mm/U] 0,010 0,010 0,010 0,010 0,010 0,010 0,010 0,010 0,030 0,030 0,050
vf [mm/min] 500 500 480 380 300 240 190 150 360 290 380
n [1/min] min. 50000 | min. 50000 47700 38200 29800 23900 19100 15200 11900 9500 7600

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM PrREZISION Schnittdaten / cutting data

Vollhartmetall-NC-Anbohrer Werk
HAM 331 solid carbide NC-center drill ‘VHM’ ‘ 22 ’ e | o

J

TypN HA
o) ) B

Conversion to Inch: § : l
* To convert VC (meters per minute) SHRINK

to SFM (surface feet per minute) 30-2840* FIT
multiply VC by 3.28 L —
* To convert f (mm per minute) d1- —  EE————— a2

to IPR (inches per rev.) divide f by

254 [N - 0284 | 1

i
Material | A [ A5 = EREE D10 [ an
Si N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-2840* [ ] [ ] [ J [ J (e] (o] () [ J [ J o (o] [ ] [ J [ J
30-2841 [ ] [ ] [ J [ J O (o] o [ J [} o (o] [ ] [ J [}
@ schr gut geeignet/very suitable O geeignet/suitable
‘,{n"::';:it;f;gr;‘l“zpe o 5 6 8 10 12 16 20
Ve [m/min] 200 200 200 200 200 200 200
Alu f [mm/U] 0,100 0,120 0,150 0,200 0,220 0,250 0,300
vf [mm/min] 1270 1270 1200 1280 1170 1000 960
n [1/min] 12700 10600 8000 6400 5300 4000 3200
Ve [m/min] 150 150 150 150 150 150 150
Alu> 9% Si f [mm/U] 0,100 0,120 0,150 0,200 0,220 0,250 0,300
vf [mm/min] 950 960 900 960 880 750 720
n [1/min] 9500 8000 6000 4800 4000 3000 2400
Vc [m/min] 100 100 100 100 100 100 100
Stahl < 800 N/mm? f [mm/U] 0,080 0,100 0,120 0,150 0,180 0,200 0,220
vf [mm/min] 510 530 480 480 490 400 350
n [1/min] 6400 5300 4000 3200 2700 2000 1600
Ve [m/min] 80 80 80 80 80 80 80
f [mm/U] 0,080 0,100 0,120 0,150 0,180 0,200 0,220
vf [mm/min] 410 420 380 380 380 320 290
n [1/min] 5100 4200 3200 2500 2100 1600 1300
Ve [m/min] 70 70 70 70 70 70 70
f [mm/U] 0,060 0,080 0,100 0,120 0,150 0,180 0,200
vf [mm/min] 270 300 280 260 290 250 220
n [1/min] 4500 3700 2800 2200 1900 1400 1100
Ve [m/min] 50 50 50 50 50 50 50
INOX < 800 N/mm? f [mm/U] 0,040 0,060 0,080 0,100 0,120 0,150 0,180
vf [mm/min] 130 160 160 160 160 150 140
n [1/min] 3200 2700 2000 1600 1300 1000 800
Ve [m/min] 30 30 30 30 30 30 30
INOX > 800 N/mm? f [mm/U] 0,040 0,060 0,080 0,100 0,120 0,150 0,180
vf [mm/min] 80 100 100 100 100 90 90
n [1/min] 1900 1600 1200 1000 800 600 500
Ve [m/min] 70 70 70 70 70 70 70
GG f [mm/U] 0,060 0,080 0,100 0,120 0,150 0,180 0,200
vf [mm/min] 270 300 280 260 290 250 220
n [1/min] 4500 3700 2800 2200 1900 1400 1100
Ve [m/min] 60 60 60 60 60 60 60
f [mm/U] 0,040 0,060 0,080 0,100 0,120 0,150 0,180
vf [mm/min] 150 190 190 190 190 180 180
n [1/min] 3800 3200 2400 1900 1600 1200 1000
Ve [m/min] 30 30 30 30 30 30 30
hochwanmnfeste f [mm/U] 0,030 0,050 0,070 0,090 0,100 0,120 0,150
Legierungen vf [mm/min] 60 80 80 90 80 70 80
n [1/min] 1900 1600 1200 1000 800 600 500
Ve [m/min] 20 20 20 20 20 20 20
f [mm/U] 0,020 0,040 0,060 0,080 0,100 0,120 0,150
vf [mm/min] 30 40 50 50 50 50 50
n [1/min] 1300 1100 800 600 500 400 300
Ve [m/min] 100 100 100 100 100 100 100
f [mm/U] 0,080 0,100 0,120 0,150 0,180 0,200 0,220
vf [mm/min] 510 530 480 480 490 400 350
n [1/min] 6400 5300 4000 3200 2700 2000 1600

* Unbeschichtete Werkzeuge (30-2840): Vc 0,8 (ca.)

* uncoated tools (30-2840): Vc 0,8 (ca.)

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data HAM PrRAZISION

Vollhartmetall-NC-Anbohrer Werk
HAM 332 solid carbide NC-center drill ‘VHM’ ‘ 22 ’ 2ve] | o

‘TypN’ /KJ\ ) HA

Conversion to Inch: § : l 90°
SHRINK

* To convert VC (meters per minute)

to SFM (surface feet per minute) 30-2880* FIT
multiply VC by 3.28 L i
* To convert f (mm per minute) d1 - S— e —— d2

to IPR (inches per rev.) divide f by

25.4 Ly I 302881 | !
I
Material | % [ s s I " | o D18 [0 [
Si N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-2880* [ J [ ] [ ] [ ] o (o] (o] [ ] [ J o (e] [ J [ ] [ J
30-2881 [ J [ ] [ ] [ ] o (o] (o] [ ] [ J o o [ J [ ] [ J
® sehr gut geeignet/very suitable O geeignet/suitable
Werkstoffgruppe
Material group o 5 6 8 10 12 16 20
Ve [m/min] 200 200 200 200 200 200 200
Al f [mm/U] 0,100 0,120 0,150 0,200 0,220 0,250 0,300
vf [mm/min] 1270 1270 1200 1280 1170 1000 960
n [1/min] 12700 10600 8000 6400 5300 4000 3200
Ve [m/min] 150 150 150 150 150 150 150
) f [mm/U] 0,100 0,120 0,150 0,200 0,220 0,250 0,300
Alu>9 % Si -
vf [mm/min] 950 960 900 960 880 750 720
n [1/min] 9500 8000 6000 4800 4000 3000 2400
Ve [m/min] 100 100 100 100 100 100 100
f [mm/U] 0,080 0,100 0,120 0,150 0,180 0,200 0,220
Stahl < 800 N/mm? -
vf [mm/min] 510 530 480 480 490 400 350
n [1/min] 6400 5300 4000 3200 2700 2000 1600
Ve [m/min] 80 80 80 80 80 80 80
f [mm/U] 0,080 0,100 0,120 0,150 0,180 0,200 0,220
vf [mm/min] 410 420 380 380 380 320 290
n [1/min] 5100 4200 3200 2500 2100 1600 1300
Ve [m/min] 70 70 70 70 70 70 70
f [mm/U] 0,060 0,080 0,100 0,120 0,150 0,180 0,200
vf [mm/min] 270 300 280 260 290 250 220
n [1/min] 4500 3700 2800 2200 1900 1400 1100
Ve [m/min] 50 50 50 50 50 50 50
f [mm/U] 0,040 0,060 0,080 0,100 0,120 0,150 0,180
INOX < 800 N/mm?2 -
vf [mm/min] 130 160 160 160 160 150 140
n [1/min] 3200 2700 2000 1600 1300 1000 800
Ve [m/min] 30 30 30 30 30 30 30
f [mm/U] 0,040 0,060 0,080 0,100 0,120 0,150 0,180
INOX > 800 N/mm?2 -
vf [mm/min] 80 100 100 100 100 90 90
n [1/min] 1900 1600 1200 1000 800 600 500
Ve [m/min] 70 70 70 70 70 70 70
GG f [mm/U] 0,060 0,080 0,100 0,120 0,150 0,180 0,200
vf [mm/min] 270 300 280 260 290 250 220
n [1/min] 4500 3700 2800 2200 1900 1400 1100
Ve [m/min] 60 60 60 60 60 60 60
f [mm/U] 0,040 0,060 0,080 0,100 0,120 0,150 0,180
vf [mm/min] 150 190 190 190 190 180 180
n [1/min] 3800 3200 2400 1900 1600 1200 1000
Ve [m/min] 30 30 30 30 30 30 30
hochwarmfeste f [mm/U] 0,030 0,050 0,070 0,090 0,100 0,120 0,150
Legierungen vf [mm/min] 60 80 80 90 80 70 80
n [1/min] 1900 1600 1200 1000 800 600 500
Ve [m/min] 20 20 20 20 20 20 20
f [mm/U] 0,020 0,040 0,060 0,080 0,100 0,120 0,150
vf [mm/min] 30 40 50 50 50 50 50
n [1/min] 1300 1100 800 600 500 400 300
Ve [m/min] 100 100 100 100 100 100 100
f [mm/U] 0,080 0,100 0,120 0,150 0,180 0,200 0,220
vf [mm/min] 510 530 480 480 490 400 350
n [1/min] 6400 5300 4000 3200 2700 2000 1600

* Unbeschichtete Werkzeuge (30-2880): Vc 0,8 (ca.)
* uncoated tools (30-2880): Vc 0,8 (ca.)

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM PrREZISION Schnittdaten / cutting data

HAM 337 Vollhartmetall-Dreischneidensenker ‘VHM’ ‘ 23 ’ DIN
solid carbide three fluted countersinker 0hut | [ 335C
v /k{ HA
Werk 90°
Conversion to Inch:
* To convert VC (meters per minute)
to SFM (surface feet per minute) 30-2920*
multiply VC by 3.28
* To convert f (mm per minute) § L
to IPR (inches per rev.) divide f by d1d3
25.4 T
IR 302021 | §
I |
= =1
1 Alu Alu Stahl Stahl Stahl Stahl INOX | INOX GG hochw.
Material >9% | <800 | <1200 <55 | <60 <800 | >80 Legier- - b ‘ b AR
Si N/mm? | N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
30-2920* [ ] [ ] [ J [} [} [} [ ] (o] (e] o [} [} o (o] [ ] (o] [} [}
30-2921 [ ] [ ] [ ] [ ] [ ] [ ] [ ] (@] (@] (o] [ ] [ ] (o] (@] [ ] (o] [ ] [ ]
@ sehr gut geeignet/very suitable O geeignet/suitable
UWEISEEIEDe | - 63 83 104 124 15 165 205 25 31
Material group
Ve [m/min] 150 150 150 150 150 150 150 150 150
At  [mm/U] 0,170 0,180 0,190 0,200 0,210 0,220 0,230 0,240 0,250
vf [mm/min] 1290 1040 870 780 670 640 530 460 380
n [1/min] 7600 5800 4600 3900 3200 2900 2300 1900 1500
Ve [m/min] 120 120 120 120 120 120 120 120 120
A0 f [mm/U] 0,150 0,160 0,180 0,190 0,200 0,210 0,220 0,230 0,240
vf [mm/min] 920 740 670 590 500 480 420 350 290
n [1/min] 5100 4600 3700 3100 2500 2300 1900 1500 1200
Ve [m/min] 55 55 55 55 55 55 55 55 55
f [mm/U] 0,120 0,130 0,140 0,160 0,170 0,180 0,190 0,200 0,210
SEISEIILAME | gy 340 270 240 220 200 200 170 140 130
n [1/min] 2800 2100 1700 1400 1200 1100 900 700 600
Ve [m/min] 50 50 50 50 50 50 50 50 50
f [mm/U] 0,080 0,090 0,100 0,110 0,120 0,130 0,140 0,150 0,160
SRS g 200 170 150 140 130 130 110 90 30
n [1/min] 2500 1900 1500 1300 1100 1000 800 600 500
Ve [m/min] 25 25 25 25 25 25 25 25 25
f [mm/U] 0,050 0,060 0,070 0,080 0,090 0,100 0,110 0,120 0,130
vf [mm/min] 70 60 60 50 50 50 40 40 40
n [1/min] 1300 1000 800 600 500 500 400 300 300
Ve [m/min] 35 35 35 35 35 35 35 35 35
 [mm/U] 0,030 0,040 0,045 0,050 0,055 0,060 0,070 0,075 0,080
EtabiEElRC vf [mm/min] 50 50 50 50 40 40 40 30 30
n [1/min] 1800 1300 1100 900 700 700 500 400 400
Ve [m/min] 25 25 25 25 25 25 25 25 25
 [mm/U] 0,020 0,030 0,040 0,045 0,050 0,055 0,060 0,065 0,070
vf [mm/min] 30 30 30 30 30 30 20 20 20
n [1/min] 1300 1000 800 600 500 500 400 300 300
Ve [m/min] 20 20 20 20 20 20 20 20 20
f [mm/U] 0,015 0,020 0,030 0,040 0,045 0,050 0,055 0,057 0,060
vf [mm/min] 20 20 20 20 20 20 20 20 10
n [1/min] 7000 300 6500 500 400 400 300 300 200
Ve [m/min] 35 35 35 35 35 35 35 35 35
f [mm/U] 0,050 0,060 0,070 0,080 0,090 0,100 0,110 0,120 0,130
INOX < 800 N/mm? Mt i) 90 80 80 70 60 70 60 50 50
n [1/min] 1800 1300 1100 900 700 700 500 400 400
Ve [m/min] 25 25 25 25 25 25 25 25 25
f [mm/U] 0,030 0,040 0,045 0,050 0,055 0,600 0,070 0,075 0,080
INOX > 800 N/mm? 7 i) 40 40 40 30 30 300 30 20 20
n [1/min] 1300 1000 800 600 500 500 400 300 300
Ve [m/min] 40 40 40 40 40 40 40 40 40
GG f [mm/U] 0,080 0,090 0,100 0,110 0,120 0,130 0,140 0,150 0,160
vf [mm/min] 160 140 120 110 100 100 80 80 60
n [1/min] 2000 1500 1200 1000 800 800 600 500 400
Ve [m/min] 35 35 35 35 35 35 35 35 35
 [mm/U] 0,050 0,060 0,070 0,080 0,090 0,100 0,110 0,120 0,130
vf [mm/min] 90 80 80 70 60 70 60 50 50
n [1/min] 1800 1300 1100 900 700 700 500 400 400
Ve [m/min] 20 20 20 20 20 20 20 20 20
hoct f  [mm/U] 0,030 0,040 0,045 0,050 0,055 0,060 0,070 0,075 0,080
Legierungen vf [mm/min] 30 30 30 30 20 20 20 20 20
n [1/min] 1000 800 600 500 400 400 300 300 200
Ve [m/min] 20 20 20 20 20 20 20 20 20
 [mm/U] 0,080 0,090 0,100 0,110 0,120 0,130 0,140 0,150 0,160
vf [mm/min] 80 70 60 60 50 50 40 50 30
n [1/min] 7000 300 6500 500 400 400 300 300 200
Ve [m/min] 85 85 85 85 85 85 85 85 85
f [mm/U] 0,120 0,130 0,140 0,160 0,170 0,180 0,190 0,200 0,210
vf [mm/min] 520 430 360 350 310 290 250 220 190
n [1/min] 4300 3300 2600 2200 1800 1600 1300 1100 900
Ve [m/min] 50 50 50 50 50 50 50 50 50
f [mm/U] 0,050 0,060 0,070 0,080 0,090 0,100 0,110 0,120 0,130
vf [mm/min] 130 110 110 100 100 100 90 70 70
n [1/min] 2500 1900 1500 1300 1100 1000 800 600 500

* Unbeschichtete Werkzeuge (30-2920): Vc 0,8 (ca.)

* uncoated tools (30-2920): Vc 0,8 (ca.)

Note: Feed rates listed are starting points. With proper setup, mactge tools and holding technique, higher feeds can be achieved with
excellent results.


HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data HAM PrRAZISION

Diamant-Vollhartmetall-Spiralbohrer DIN
HAM 3304 diamond solid carbide twist drill ‘ P ’ ‘ 22 ’ Lorechts| | 6539

Typ N /k"\ HA
Conversion to Inch: ‘yp ’ 120° -

‘ <

* To convert VC (meters per minute) L SHRINK
to SFM (surface feet per minute) d1 ——— d2 FIT
multiply VC by 3.28 N

. 13
* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 12
25.4
- I" -
- el
1 Alu Alu Stahl Stahl Stahl INOX [ INOX GG hochw.
Matenal >9% | <800 <55 <60 <800 | >800 Legier- & ‘ b AIR
Si N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
33-1000 [ ] [ ] [ ] [ ] [ ] [ ]
® schr gut geeignet/very suitable O geeignet/suitable
WEREEL TS o 3 4 5 6 7 8 9 10 1 12 14 16 20
Material group
V¢ [m/min] 600 600 600 600 600 600 600 600 600 600 600 600 600
f [mm/U] 0,080 0,100 0,150 0,180 0,180 0,250 0,250 0,300 0,350 0,400 0,450 0,500 0,600
Alu v [mm/min] 4000 4770 5730 5720 4910 5980 5300 5730 6090 6360 6120 5950 5700
n [1/min] min. 50000 [ 47700 38200 31800 27300 23900 21200 19100 17400 15900 13600 11900 9500
V¢ [m/min] 400 400 400 400 400 400 400 400 400 400 400 400 400
f [mm/U] 0,100 0,120 0,120 0,200 0,200 0,250 0,250 0,250 0,300 0,300 0,400 0,400 0,550
Alu > 9% Si v [mm/min] 4240 3820 3060 4240 3640 3980 3530 3180 3480 3180 3640 3200 3520
n [1/min] 42400 31800 25500 21200 18200 15900 14100 12700 11600 10600 9100 8000 6400

Ve [m/min] 200 200 200 200 200 200 200 200 200 200 200 200 200

f [mm/U] 0,120 0,150 0,200 0,250 0,300 0,300 0,350 0,400 0,450 0,500 0,550 0,600 0,650
vf [mm/min] 2540 2390 2540 2650 2730 2400 2490 2560 2610 2650 2480 2400 2080
n [1/min] 21200 15900 12700 10600 9100 8000 7100 6400 5800 5300 4500 4000 3200
Ve [m/min] 140 140 140 140 140 140 140 140 140 140 140 140 140

f [mm/U] 0,050 0,080 0,100 0,150 0,180 0,200 0,250 0,280 0,300 0,350 0,400 0,450 0,500
vf [mm/min] 750 890 890 1110 1150 1120 1250 1260 1230 1300 1280 1260 1100
n [1/min] 14900 11100 8900 7400 6400 5600 5000 4500 4100 3700 3200 2800 2200

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM PrREZISION Schnittdaten / cutting data

HAM 3310 Diamant-Vollhartmetall-Spiralbohrer ‘ o0 ’ ‘ 22 ’ DIN
diamond solid carbide twist drill 2rects] | 338
Conversion to Inch: ‘ TypN ’ /120} LD HA
* To convert VC (meters per minute) & SHRINK
to SFM (surface feet per minute) d1 FIT
multiply VC by 3.28 —
13
* To convert f (mm per minute)
to IPR (inches per rev.) divide f by 12
25.4 11
- >
i Alu Alu Stahl | Stahl Stahl | Stahl INOX | INOX | GG hochw.
Mate"al >9% <800 | <1200 <55 <60 <800 | >800 Legier- b ‘ & AR
Si N/mm? | N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
33-1040 (] [J [J [J [J [ ]
@ sehr gut geeignet/very suitable O geeignet/suitable
LR o 3 a 5 6 7 8 9 10 11 2 14 16 20
aterial group
Ve [m/min] 600 600 600 600 600 600 600 600 600 600 600 600 600
f [mm/U] 0,080 0,100 0,150 0,180 0,180 0,250 0,250 0,300 0,350 0,400 0,450 0,500 0,600
el vf [mm/min] 4000 4770 5730 5720 4910 5980 5300 5730 6090 6360 6120 5950 5700
n [1/min] min. 50000 | 47700 38200 31800 27300 23900 21200 19100 17400 15900 13600 11900 9500
Ve [m/min] 400 400 400 400 400 400 400 400 400 400 400 400 400
f [mm/U] 0,100 0,120 0,120 0,200 0,200 0,250 0,250 0,250 0,300 0,300 0,400 0,400 0,550
Alu > 9% Si v¢ [mm/min] 4240 3820 3060 4240 3640 3980 3530 3180 3480 3180 3640 3200 3520
n [1/min] 42400 31800 25500 21200 18200 15900 14100 12700 11600 10600 9100 8000 6400

Ve [m/min] 200 200 200 200 200 200 200 200 200 200 200 200 200

f [mm/U] 0,120 0,150 0,200 0,250 0,300 0,300 0,350 0,400 0,450 0,500 0,550 0,600 0,650

vf [mm/min] 2540 2390 2540 2650 2730 2400 2490 2560 2610 2650 2480 2400 2080

n [1/min] 21200 15900 12700 10600 9100 8000 7100 6400 5800 5300 4500 4000 3200

Ve [m/min] 140 140 140 140 140 140 140 140 140 140 140 140 140

f [mm/U] 0,050 0,080 0,100 0,150 0,180 0,200 0,250 0,280 0,300 0,350 0,400 0,450 0,500

vf [mm/min] 750 890 890 1110 1150 1120 1250 1260 1230 1300 1280 1260 1100

n [1/min] 14900 11100 8900 7400 6400 5600 5000 4500 4100 3700 3200 2800 2200

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data HAM PrRAZISION

DIN
25° rechts 338

J

TypN HA
] | B

SHRINK
il

HAM 3311 Diamant-Vollhartmetall-Spiralbohrer

diamond solid carbide twist drill ‘ Peo ’ ‘ 22 ’

Conversion to Inch:
v v

* To convert VC (meters per minute)
to SFM (surface feet per minute)
multiply VC by 3.28

* To convert f (mm per minute)
to IPR (inches per rev.) divide f by
254

A
v

Material | [ % T Tl o e T e IR
Si N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
33-1080 [ ] [ ] [ ] [ ] [ ] [ ]
@ schr gut geeignet/very suitable O geeignet/suitable
m::';:i";f;gr;‘l‘";"e o 8 10 12 14 16 18 20
Ve [m/min] 600 600 600 600 600 600 600
f [mm/U] 0,250 0,300 0,400 0,450 0,500 0,550 0,600
Alu vf [mm/min] 5980 5730 6360 6120 5950 5830 5700
n [1/min] 23900 19100 15900 13600 11900 10600 9500
Ve [m/min] 400 400 400 400 400 400 400
f [mm/U] 0,250 0,250 0,300 0,400 0,450 0,500 0,550
Alu > 9% Si v [mm/min] 3980 3180 3180 3640 3600 3550 3520
n [1/min] 15900 12700 10600 9100 8000 7100 6400

Ve [m/min] 200 200 200 200 200 200 200
f [mm/U] 0,300 0,400 0,500 0,550 0,600 0,620 0,650
vf [mm/min] 2400 2560 2650 2480 2400 2170 2080
n [1/min] 8000 6400 5300 4500 4000 3500 3200
Ve [m/min] 140 140 140 140 140 140 140
f [mm/U] 0,200 0,250 0,300 0,350 0,380 0,450 0,500
vf [mm/min] 1120 1130 1110 1120 1060 1130 1100
n [1/min] 5600 4500 3700 3200 2800 2500 2200

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM PrREZISION Schnittdaten / cutting data

Diamant-Vollhartmetall-Spiralbohrer

HAM 3270 . . ) o ‘ PKD ’ ‘ 22 ’ - i
diamond solid carbide twist drill 25°rechts| | Norm
Conversion to Inch: ‘ TypN ’ /K{ ) HA
120°
* To convert VC (meters per minute)
to SFM (surface feet per minute) SHRINK
multiply VC by 3.28 FIT

* To convert f (mm per minute)
to IPR (inches per rev.) divide f by

254 B 1 _
Il =1
Material | 2 [T 5y 2 FER DI
Si N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
33-1120 [ J [ J [ J [ J [ ] [ ]
@ sehr gut geeignet/very suitable O geeignet/suitable
Ul iy e 5 25 3 35 4 5 6
Material group ’ ’
Ve [m/min] 600 600 600 600 600 600
f [mm/U] 0,080 0,100 0,150 0,180 0,180 0,250
LA vt [mm/min] 4000 5000 7500 8590 6880 7950
n [1/min] min. 50000 min. 50000 min. 50000 47700 38200 31800
Ve [m/min] 400 400 400 400 400 400
 [mm/U] 0,100 0,120 0,120 0,200 0,200 0,250
(0= 67 & vi [mm/min] 5000 5090 4370 6360 5100 5300
n [1/min] min. 50000 42400 36400 31800 25500 21200
Ve [m/min] 200 200 200 200 200 200
 [mm/U] 0,120 0,150 0,200 0,250 0,300 0,300
v¢ [mm/min] 3060 3180 3640 3980 3810 3180
n [1/min] 25500 21200 18200 15900 12700 10600
Ve [m/min] 140 140 140 140 140 140
 [mm/U] 0,050 0,080 0,100 0,120 0,150 0,180
v¢ [mm/min] 890 1190 1270 1330 1340 1330
n [1/min] 17800 14900 12700 11100 8900 7400

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data HAM PrRAZISION

Diamant-Vollhartmetall-Spiralbohrer

HAM 3380 . : ) oo ‘ PKD ’ ‘ 22 ’ Werk
diamond solid carbide twist drill 25°rects] | Norm
J
‘ TypN ’ /130} ) HA
Conversion to Inch: M
SHRINK
* To convert VC (meters per minute) AT
to SFM (surface feet per minute) i N
multiply VC by 3.28 42
*To co_nvert f (mm per rpi_nute) 13 j
to IPR (inches per rev.) divide f by 4—4
25.4 12
Material [ % [T 50 o T | e T DI 8[| 4
Si N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
33-1160 [J [J [J [ ] [ ] o
® schr gut geeignet/very suitable O geeignet/suitable
xn"e’ks.mﬁg’“ppe o <1,00 <2,00 2,50 3,00 3,175
aterial group
Ve [m/min] 600 600 600 600 600
f [mm/U] 0,04 0,06 0,080 0,100 0,150
Alu vt [mm/min] 2000 3000 4000 5000 7500
n [1/min] min. 50000 min. 50000 min. 50000 min. 50000 min. 50000
Ve [m/min] 400 400 400 400 400
f [mm/U] 0,06 0,08 0,100 0,120 0,120
L] vt [mm/min] 3000 4000 5000 5090 4810
n [1/min] min. 50000 min. 50000 min. 50000 42400 40100
Ve [m/min] 200 200 200 200 200
f [mm/U] 0,08 0,10 0,120 0,150 0,200
vf [mm/min] 4000 4240 3060 3180 4020
n [1/min] min. 50000 42400 25500 21200 20100
Ve [m/min] 140 140 140 140 140
f [mm/U] 0,03 0,05 0,070 0,090 0,110
v [mm/min] 1500 1490 1250 1340 1540
n [1/min] min. 50000 29700 17800 14900 14000

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM PrREZISION Schnittdaten / cutting data

Werk
25° rechts Norm

J

TypN HA
o) ) B

HAM 3328 Diamant-Vollhartmetall-Stufenbohrer

diamond solid carbide step drill ‘ P ’ ‘ 22 ’

Conversion to Inch:

* To convert VC (meters per minute) SHRINK
to SFM (surface feet per minute) FIT
multiply VC by 3.28 .
* To convert f (mm per minute)
to IPR (inches per rev.) divide f by
25.4 - 1 >l
1 Alu Alu Stahl Stahl Stahl INOX | INOX GG hochw.
Mate"al >9% | <800 <55 <60 <800 | >800 Legier- b ‘ b AIR
Si N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
33-1200 [ ] [ ] [ ] [ J [ J [ J
@ sehr gut geeignet/very suitable O geeignet/suitable
Xave’k’.mffg’""pe P M4-M5 M6-M8 M10-M14
aterial group
Ve [m/min] 600 600 600
f [mm/U] 0,080 0,100 0,150
Alu vt [mm/min] 3640 2580 2810
n [1/min] 45500 25800 18700
Ve [m/min] 400 400 400
f [mm/U] 0,100 0,120 0,120
LA = ERe 6 vi [mm/min] 3030 2060 1500
n [1/min] 30300 17200 12500

Ve [m/min] 200 200 200
f [mm/U] 0,120 0,150 0,200
v [mm/min] 1820 1290 1240
n [1/min] 15200 8600 6200
Ve [m/min] 140 140 140
f [mm/U] 0,080 0,150 0,200
v [mm/min] 850 900 880
n [1/min] 10600 6000 4400

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data HAM PrRAZISION

HAM 3297 D!amant-VoI!hartmgtaII-Mu.Itid.riII 3xD ‘ o0 ’ ‘ 72 ’ Werk
diamond solid carbide multidrill oNut | | Norm
wp | [T [owesss
Conversion to Inch: % Werk | |72 | [BHak
v
* To convert VC (meters per minute) SHRINK
to SF_M (surface feet per minute) d1 M FIT
multiply VC by 3.28 T N
* To convert f (mm per minute)
to IPR (inches per rev.) divide f by
25.4
Material | [T 5 o (S v | o [ D[]0 [ am
Si N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
33-1240 [ J [ ] [ ] [ ] [ J [ J
@ sehr gut geeignet/very suitable O geeignet/suitable
mertarre | : : : o n
Ve [m/min] 600 600 600 600 600
f [mm/U] 0,100 0,180 0,250 0,300 0,400
Sl v¢ [mm/min] 4770 5720 5980 5730 6360
n [1/min] 47700 31800 23900 19100 15900
Ve [m/min] 400 400 400 400 400
f [mm/U] 0,120 0,200 0,250 0,250 0,300
e 27 8 vt [mm/min] 3820 4240 3980 3180 3180
n [1/min] 31800 21200 15900 12700 10600
Ve [m/min] 200 200 200 200 200
f [mm/U] 0,150 0,250 0,300 0,400 0,500
v¢ [mm/min] 2390 2650 2400 2560 2650
n [1/min] 15900 10600 8000 6400 5300
Ve [m/min] 100 100 100 100 100
f [mm/U] 0,040 0,060 0,080 0,100 0,120
v¢ [mm/min] 320 320 320 320 320
n [1/min] 8000 5300 4000 3200 2700

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with

excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM prEZISION

Schnittdaten / cutting data

HAM 3298 D!amant-VoI!hartmgtaII-Mu!tiQriII 5xD ‘ o0 ’ ‘ 22 ’ Werk
diamond solid carbide multidrill 0Nut | | Norm
wp | [ LT [owesss
. _ % Werk | | 720 | [BHak
Conversion to Inch: L i
* To convert VC (meters per minute) d1 M SHRINK
to SFM (surface feet per minute) FIT
multiply VC by 3.28 F —
* To convert f (mm per minute)
to IPR (inches per rev.) divide f by
25.4 I -
aterial [ [T 5 2 HEIN D[]0 [aa
Si N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
33-1280 [ ] [ ] [ ] ] [J [J
@ sehr gut geeignet/very suitable O geeignet/suitable
e o ‘ : ; o "
Ve [m/min] 600 600 600 600 600
 [mm/U] 0,100 0,180 0,250 0,300 0,400
Alu v¢ [mm/min] 4770 5720 5980 5730 6360
n [1/min] 47700 31800 23900 19100 15900
Ve [m/min] 400 400 400 400 400
f [mm/U] 0,120 0,200 0,250 0,250 0,300
SRS vt [mm/min] 3820 4240 3980 3180 3180
n [1/min] 31800 21200 15900 12700 10600
Ve [m/min] 200 200 200 200 200
 [mm/U] 0,150 0,250 0,300 0,400 0,500
vf [mm/min] 2390 2650 2400 2560 2650
n [1/min] 15900 10600 8000 6400 5300
Ve [m/min] 140 140 140 140 140
f [mm/U] 0,040 0,060 0,080 0,100 0,120
v¢ [mm/min] 440 440 450 450 440
n [1/min] 11100 7400 5600 4500 3700

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.

60



HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data HAM PrRAZISION

HAM 3296 D!amant-VoI!hartm_etalI-Mu!ti-Step-PriII ‘ o0 ’ ‘ 22 ’ Werk
diamond solid carbide multi step drill 0°Nut | | Norm
wp | (L] [owesss
Conversion to Inch: Werk | | 7205 | [BHak
* To convert VC (meters per minute) M SHRINK
to SFM (surface feet per minute) FIT
multiply VC by 3.28 —
* To convert f (mm per minute)
to IPR (inches per rev.) divide f by
25.4
aterial [ T o T | [ D[]0 ar
Si N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
33-1320 (J [J [J [J [ ] [ ]
® schr gut geeignet/very suitable O geeignet/suitable
Werkstoffgruppe o M5-M6-M8 M10-M14
Material group
Ve [m/min] 600 600
f [mm/U] 0,100 0,150
Alu v [mm/min] 2580 2810
n [1/min] 25800 18700
Ve [m/min] 400 400
f [mm/U] 0,120 0,120
LD vt [mm/min] 2060 1500
n [1/min] 17200 12500
Ve [m/min] 200 200
f [mm/U] 0,150 0,200
vf [mm/min] 1290 1240
n [1/min] 8600 6200
Ve [m/min] 100 100
f [mm/U] 0,080 0,150
vf [mm/min] 340 470
n [1/min] 4300 3100

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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HAM40MOBILE
Typewritten Text
Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM PrREZISION Schnittdaten / cutting data

HAM 510 Vollhartmetall-Maschinenreibahlen ‘VHM’ ‘ z ’ Werk
solid carbide chucking reamer 4-6 | |&-#1i ) [ Norm
Conversion to Inch: Typ HA
Werk H7 | (D
* To convert VC (meters per minute)
to SFM (surface feet per minute) & ‘ SHRINK
multiply VC by 3.28 d1 42 FIT
* To convert f (mm per minute) f 12 f
to IPR (inches per rev.) divide f by
25.4 - 11 -
lagl}
1 Alu Alu Stahl Stahl Stahl INOX INOX GG hochw.
Materlal >9% | <800 <55 <60 <800 | >800 Legier- b ‘ b AR
Si N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
50-1040 [} [} [ ] [ (@) [ (o] (@) [ o [} [} [
® sehr gut geeignet/very suitable O geeignet/suitable
Werkstoffgruppe o <5 <10 <15
Material group
Vc [m/min] 40 40 40
f [mm/U] 0,15 0,25 0,30
Alu
vf [mm/min] 480 400 330
n [1/min] 3200 1600 1100
Ve [m/min] 30 30 30
. f [mm/U] 0,15 0,25 0,3
Alu >9 % Si -
vf [mm/min] 360 300 240
n [1/min] 2400 1200 800
Ve [m/min] 30 30 30
f [mm/U] 0,10 0,15 0,20
Stahl < 800 N/mm? -
vf [mm/min] 240 180 160
n [1/min] 2400 1200 800
Ve [m/min] 25 25 25
f [mm/U] 0,1 0,15 0,2
vf [mm/min] 200 150 140
n [1/min] 2000 1000 700
Ve [m/min] 20 20 20
f [mm/U] 0,05 0,1 0,15
vf [mm/min] 80 80 80
n [1/min] 1600 800 500
Ve [m/min] 15 15 15
f [mm/U] 0,03 0,09 0,14
Stahl < 55 HRC -
vf [mm/min] 40 50 60
n [1/min] 1200 600 400
Ve [m/min] 10 10 10
f [mm/U] 0,02 0,05 0,08
INOX < 800 N/mm? -
vf [mm/min] 20 20 20
n [1/min] 800 400 300
Ve [m/min] 8 8 8
f [mm/U] 0,02 0,05 0,08
INOX > 800 N/mm? -
vf [mm/min] 10 20 20
n [1/min] 600 300 200
Ve [m/min] 20 20 20
f [mm/U] 0,1 0,15 0,3
GG
vf [mm/min] 160 120 150
n [1/min] 1600 800 500

Vc [m/min] 15 15 15
f [mm/U] 0,08 0,14 0,25
vf [mm/min] 100 80 100
n [1/min] 1200 600 400
Vc [m/min] 10 10 10
hock fi f [mm/U] 0,02 0,05 0,08
Legierungen vf [mm/min] 20 20 20
n [1/min] 800 400 300
Ve [m/min] 10 10 10
f [mm/U] 0,02 0,05 0,08
vf [mm/min] 20 20 20
n [1/min] 800 400 300
Vc [m/min] 40 40 40
f [mm/U] 0,08 0,14 0,25
vf [mm/min] 260 220 280
n [1/min] 3200 1600 1100

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results. 62
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Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4



HAM40MOBILE
Typewriter

HAM40MOBILE
Typewriter
Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data HAM PrRAZISION

HAM 516 Vollhartmetall-Automaten-Reibahlen ‘VHM’ ‘ z ’ Werk
solid carbide chucking reamer 6-8 | [5-8re) | Norm
Typ
Conversion to Inch: werk | | H7 _JHA
* To convert VC (meters per minute) L ‘ p—
to SFM (surface feet per minute) P e —dz FIT
multiply VC by 3.28 M kL

* To convert f (mm per minute) M

to IPR (inches per rev.) divide f by 11
25.4 - i
1 Alu Alu Stahl Stahl Stahl INOX | INOX GG hochw.
Matenal > 9_% <800 <55 <60 <800 | >800 Legier- b ‘ b AR
Si N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
50-1080 [ J [ ] [ ] [ J (o] (o] [ ] o [ J [ J [ J
@ sehr gut geeignet/very suitable O geeignet/suitable
Hae |- -
Ve [m/min] 40 40 40
f [mm/U] 0,15 0,25 0,30
Alu -
vf [mm/min] 480 400 330
n [1/min] 3200 1600 1100
Ve [m/min] 30 30 30
Alu>9 % si FImm/U]_ 015 025 03
vf [mm/min] 360 300 240
n [1/min] 2400 1200 800
Ve [m/min] 30 30 30
Stahl < 800 N/mm? f [mm/U] 0,10 0,15 0,20
vf [mm/min] 240 180 160
n [1/min] 2400 1200 800
Ve [m/min] 25 25 25
f [mm/U] 0,1 0,15 0,2
vf [mm/min] 200 150 140
n [1/min] 2000 1000 700
Ve [m/min] 20 20 20
f [mm/U] 0,05 0,1 0,15
vf [mm/min] 80 80 80
n [1/min] 1600 800 500
Ve [m/min] 15 15 15
Stahl < 55 HRC f [mm/U] : 0,03 0,09 0,14
vf [mm/min] 40 50 60
n [1/min] 1200 600 400
Ve [m/min] 10 10 10
Stahl < 60 HRC f [mm/U] : 0,02 0,05 0,08
vf [mm/min] 20 20 20
n [1/min] 800 400 300
Ve [m/min] 10 10 10
f [mm/U] 0,02 0,05 0,08
INOX < 800 N/mm? -
vf [mm/min] 20 20 20
n [1/min] 800 400 300
Ve [m/min] 8 8 8
INOX > 800 N/mm2 f [mm/U] 0,02 0,05 0,08
vf [mm/min] 10 20 20
n [1/min] 600 300 200
Ve [m/min] 20 20 20
e f [mm/U] 0,1 0,15 03
vf [mm/min] 160 120 150
n [1/min] 1600 800 500
Ve [m/min] 15 15 15
f [mm/U] 0,08 0,14 0,25
vf [mm/min] 100 80 100
n [1/min] 1200 600 400
Ve [m/min] 10 10 10
hochwarmfeste f [mm/U] 0,02 0,05 0,08
Legierungen vf [mm/min] 20 20 20
n [1/min] 800 400 300
Ve [m/min] 10 10 10
f [mm/U] 0,02 0,05 0,08
vf [mm/min] 20 20 20
n [1/min] 800 400 300
Ve [m/min] 40 40 40
f [mm/U] 0,08 0,14 0,25
vf [mm/min] 260 220 280
n [1/min] 3200 1600 1100
V¢ [m/min] 50 50 50
f [mm/U] 0,08 0,16 0,24
vf [mm/min] 320 320 310
n [1/min] 4000 2000 1300

63
Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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Conversion to Inch:



* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4
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Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM PrREZISION Schnittdaten / cutting data

HAM 533 Vollhartmetall-Automaten-Reibahlen

solid carbide chucking reamer

z Werk
6-8 0° Nut Norm

v ||

Typ
Conversion to Inch: Werk H7 ) HA
* To convert VC (meters per minute) ‘ # SHRINK
to SFM (surface feet per minute) I FIT

multiply VC by 3.28

d2
j

* To convert f (mm per minute)

to IPR (inches per rev.) divide f by - 11 >
25.4
i Alu Alu Stahl Stahl Stahl INOX | INOX GG hochw.
Mate”al > 9.% <800 <55 <60 <800 | >800 Legier- b ‘ b AR
Si N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
50-1120 o o [} [ [ [ o (o] [ [ J (@) [ [} [ J
@ sehr qut geeignet/very suitable O geeignet/suitable
erttforuppe | .
Vc [m/min] 50 50 50
Alu f [mm/U] 0,08 0,15 0,25
vf [mm/min] 320 300 330
n [1/min] 4000 2000 1300
Ve [m/min] 40 40 40
. f [mm/U] 0,08 0,15 0,25
Alu>9 % Si vf [mmv/min] 260 240 280
n [1/min] 3200 1600 1100
Ve [m/min] 30 30 30
f [mm/U] 0,06 0,12 0,18
Stahl <800 N/mm= ] 120 140 120
n [1/min] 2400 1200 800
Vc [m/min] 25 25 25
f [mm/U] 0,06 0,12 0,18
vf [mm/min] 120 120 130
n [1/min] 2000 1000 700
Ve [m/min] 20 20 20
f [mm/U] 0,05 0,1 0,15
vf [mm/min] 80 80 80
n [1/min] 1600 800 500
Ve [m/min] 15 15 15
f [mm/U] 0,03 0,09 0,14
Stahl < 55 HRC v [mmv/min] 4 50 60
n [1/min] 1200 600 400
Ve [m/min] 30 30 30
f [mm/U] 0,1 0,15 0,3
INOX <800 N/mm? [ i 240 180 240
n [1/min] 2400 1200 800
Ve [m/min] 20 20 20
f [mm/U] 0,08 0,14 0,25
INOX > 800 N/mm= -1 in] 130 110 130
n [1/min] 1600 800 500
Ve [m/min] 10 10 10
GG f [mm/U] 0,02 0,05 0,08
vf [mm/min] 20 20 20
n [1/min] 800 400 300
Ve [m/min] 10 10 10
f [mm/U] 0,02 0,05 0,08
vf [mm/min] 20 20 20
n [1/min] 800 400 300
Ve [m/min] 40 40 40
hock fi f [mm/U] 0,08 0,14 0,25
Legierungen vf [mm/min] 260 220 280
n [1/min] 3200 1600 1100

Vc [m/min] 50 50 50

f [mm/U] 0,08 0,16 0,24
vf [mm/min] 320 320 310
n [1/min] 4000 2000 1300
Ve [m/min] 40 40 40

f [mm/U] 0,08 0,14 0,25
vf [mm/min] 260 220 280
n [1/min] 3200 1600 1100
Ve [m/min] 50 50 50

f [mm/U] 0,08 0,16 0,24
vf [mm/min] 320 320 310
n [1/min] 4000 2000 1300

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4
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Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data HAM PrRAZISION

HAM 540 Vollhartmetall-Maschinenreibahlen ‘VHM’ ‘ z ’ Werk
solid carbide chucking reamer 4-6 | |&-#1i ) [ Norm
Typ H7 | [owesss
Conversion to Inch: ‘ a3 ‘ Werk ] HA
* nitel 44 IFM—m——_ _ _ _ _ _ ——— || ________

To convert VC (meters per minute) d1 - e a2 SHRINK
to SFM (surface feet per minute) Y FIT
multiply VC by 3.28 ‘ 2 §
* To convert f (mm per minute) 13
to IPR (inches per rev.) divide f by 1
254

1 Alu Alu Stahl Stahl Stahl INOX [ INOX GG hochw.
Mateﬂal >9% | <800 <55 <60 <800 | >800 Legier- & ‘ b AR
Si N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
50-1160 [ J [ J [} [} [ o o o [} [ o [ J [ [}
@ sehr gut geeignet/very suitable O geeignet/suitable

Werks_toffgruppe - <5 <10 <12

Material group

Ve [m/min] 50 50 50

Alu f [mm/U] 0,16 0,30 0,35

vf [mm/min] 640 600 460
n [1/min] 4000 2000 1300
Ve [m/min] 40 40 40
. f [mm/U] 0,16 0,3 0,35
Alu>9 % Si v [mm/min] 510 480 390
n [1/min] 3200 1600 1100
Ve [m/min] 40 40 40
f [mm/U] 0,12 0,18 0,25
2
Stahl <800 N/fmm* ] 380 290 280
n [1/min] 3200 1600 1100
Ve [m/min] 35 35 35
f [mm/U] 0,12 0,18 0,25
vf [mm/min] 340 250 230
n [1/min] 2800 1400 900
V¢ [m/min] 30 30 30
f [mm/U] 0,05 0,1 0,15
vf [mm/min] 120 120 120
n [1/min] 2400 1200 800
Ve [m/min] 25 25 25
f [mm/U] 0,03 0,1 0,15
Stahl < 55 HRC VF [mm/min] 60 100 110
n [1/min] 2000 1000 700
Ve [m/min] 15 15 15
f [mm/U] 0,02 0,06 0,1
2
INOX <800 N/mm= [ ] 20 % 40
n [1/min] 1200 600 400
Ve [m/min] 10 10 10
f [mm/U] 0,02 0,06 0,10
2
INOX > 800 N/mm= -1 min] 20 20 30
n [1/min] 800 400 300
Ve [m/min] 30 30 30
GG f [mm/U] 0,1 0,15 0,3
vf [mm/min] 240 180 240
n [1/min] 2400 1200 800
Ve [m/min] 25 25 25
f [mm/U] 0,08 0,14 0,25
vf [mm/min] 160 140 180
n [1/min] 2000 1000 700
Ve [m/min] 15 15 15
hochwarmfeste f [mm/U] 0,02 0,05 0,08
Legierungen vf [mm/min] 20 30 30
n [1/min] 1200 600 400
Ve [m/min] 12 12 12
f [mm/U] 0,02 0,05 0,08
vf [mm/min] 20 30 20
n [1/min] 1000 500 300
Ve [m/min] 50 50 50
f [mm/U] 0,08 0,14 0,25
vf [mm/min] 320 280 330
n [1/min] 4000 2000 1300
Ve [m/min] 50 50 50
f [mm/U] 0,08 0,16 0,24
vf [mm/min] 320 320 310
n [1/min] 4000 2000 1300

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4
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Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM PrREZISION Schnittdaten / cutting data

Cermet-Reibahlen Werk
HAM 51 2 Cermet 26 — x
cermets reamer &-8're ) | Norm
VE{’:k H7 ':D HA ’
Conversion to Inch:
* To convert VC (meters per minute) L i
to SFM (surface feet per minute) d1 - d2
multiply VC by 3.28 T j
A 2
* To convert f (mm per minute) ¥
to IPR (inches per rev.) divide f by -< >
25.4
1 Alu Alu Stahl Stahl Stahl INOX INOX GG hochw.
Mate"al >9% | <800 <55 <60 <800 | >800 Legier- b ‘ b AR
Si N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
52-1000 [ J [ [ J [ [
@ sehr gut geeignet/very suitable O geeignet/suitable
Werkstoffgruppe 5 <7 <10 <12
Material group
Ve [m/min] 150 150 150
f [mm/U] 0,06 0,12 0,18
Stahl < 800 N/mm? -
vf [mm/min] 480 580 720
n [1/min] 8000 4800 4000
Ve [m/min] 120 120 120
f [mm/U] 0,06 0,12 0,18
vf [mm/min] 380 460 580
n [1/min] 6400 3800 3200
Vc [m/min] 80 80 80
f [mm/U] 0,1 0,15 0,3
GG -
vf [mm/min] 420 380 630
n [1/min] 4200 2500 2100
Ve [m/min] 60 60 60
f [mm/U] 0,08 0,14 0,25
vf [mm/min] 260 270 400
n [1/min] 3200 1900 1600

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4
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Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data

HAM PrRAZISION

HAM 6913

Conversion to Inch:

* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28

* To convert f (mm per minute)

to IPR (inches per rev.) divide f
254

by

Cermet-Reibahlen mit Innenkthlung
cermets reamer with interior coolant

Z Werk

Cermet ‘ 4-6 ’ 0° Nut Norm
Typ H7 | [owesss

Werk ] HA

SHRINK
A

ateril [ [T % J3 EEE D82
Si N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
52-1040 [ ] [ ] [ ] [ J
@ schr gut geeignet/very suitable O geeignet/suitable

Werkstoffgruppe

Material group (] 6 8 10 12 14 16
Ve [m/min] 150 150 150 150 150 150
f [mm/U] 0,05 0,12 0,20 0,25 0,28 0,35

Stahl < 800 N/mm?
vf [mm/min] 400 720 960 1000 1120 1400
n [1/min] 8000 6000 4800 4000 4000 4000
Ve [m/min] 120 120 120 120 120 120
f [mm/U] 0,05 0,12 0,2 0,25 0,28 0,35
vf [mm/min] 320 580 760 800 900 1120
n [1/min] 6400 4800 3800 3200 3200 3200
Ve [m/min] 80 80 80 80 80 80
f [mm/U] 0,1 0,15 0,25 0,3 0,35 04

6a vf [mm/min] 420 480 630 630 740 840
n [1/min] 4200 3200 2500 2100 2100 2100
Ve [m/min] 60 60 60 60 60 60
f [mm/U] 0,1 0,15 0,25 0,3 0,35 04
vf [mm/min] 320 360 480 480 560 640
n [1/min] 3200 2400 1900 1600 1600 1600

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with

excellent results.
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* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4
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Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


HAM PrREZISION Schnittdaten / cutting data

Cermet-Reibahlen mit Innenkihlung z Werk
HAM 691 7 . . n Cermet =
cermets reamer with interior coolant 4-6 | | 7iinks | | Norm
Typ DIN 6535
Werk 211 ] HA

Conversion to Inch:

* To convert VC (meters per minute)
to SFM (surface feet per minute)
multiply VC by 3.28

<1
S0 H L

* To convert f (mm per minute)
to IPR (inches per rev.) divide f by

25.4 - »|
Material | A [ o =2 EBEE DI
Si N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
52-1080 (] [J [J [J
@ sehr gut geeignet/very suitable O geeignet/suitable
pieiksiotio ine=R 1 6 8 10 12 14 16
Material group
Ve [m/min] 150 150 150 150 150 150
f [mm/U] 0,05 0,12 0,20 0,25 0,28 0,35
Stahl < 800 N/mm? -
vf [mm/min] 400 720 960 1000 1120 1400
n [1/min] 8000 6000 4800 4000 4000 4000
Ve [m/min] 120 120 120 120 120 120
f [mm/U] 0,05 0,12 0,2 0,25 0,28 0,35
vf [mm/min] 320 580 760 800 900 1120
n [1/min] 6400 4800 3800 3200 3200 3200
Ve [m/min] 80 80 80 80 80 80
f [mm/U] 0,1 0,15 0,25 0,3 0,35 0,4
vf [mm/min] 420 480 630 630 740 840
n [1/min] 4200 3200 2500 2100 2100 2100
Ve [m/min] 60 60 60 60 60 60
f [mm/U] 0,1 0,15 0,25 0,3 0,35 04
vf [mm/min] 320 360 480 480 560 640
n [1/min] 3200 2400 1900 1600 1600 1600

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4
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Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.


Schnittdaten / cutting data HAM PrRAZISION

Werk
0° Nut Norm

HAM 3552 PKD-Diamantreibahlen

PCD diamond reamer

DIN 6535

HT | S

SHRINK
il

Conversion to Inch:

* To convert VC (meters per minute)
to SFM (surface feet per minute)
multiply VC by 3.28

* To convert f (mm per minute)
to IPR (inches per rev.) divide f by

25.4 1"
1 Alu Alu Stahl Stahl Stahl INOX | INOX GG hochw.
Materlal >9% | <800 <55 <60 <800 | >800 Legier- b ‘ b AR
Si N/mm? HRC HRC N/mm? | N/mm? ungen MMS max. ohne
53-1000 [ ] (] (¢] (] (] [ ]
® sehr gut geeignet/very suitable O geeignet/suitable
s ooIpES P 6 8 10 12 14 16 18 20
Material group
Vc [m/min] 1000 1000 1000 1000 1000 1000 1000 1000
Alu f [mm/U] 0,08 0,12 0,18 0,24 0,28 0,32 0,36 0,40
vf [mm/min] 4000 4780 5720 6360 6360 6370 6370 6360
n [1/min] min. 50000 39800 31800 26500 22700 19900 17700 15900
Ve [m/min] 800 800 800 800 800 800 800 800
Alu > 9 % Si f [mm/U] 0,08 0,12 0,18 0,24 0,28 0,32 0,36 0,4
vf [mm/min] 3390 3820 4590 5090 5100 5090 5080 5080
n [1/min] 42400 31800 25500 21200 18200 15900 14100 12700

Ve [m/min] 100 100 100 100 100 100 100 100
f [mm/U] 0,05 0,08 0,12 0,16 0.2 0,24 0,28 03

vf [mm/min] 270 320 380 430 460 480 500 480
n [1/min] 5300 4000 3200 2700 2300 2000 1800 1600
Ve [m/min] 200 200 200 200 200 200 200 200
f [mm/U] 0,08 0,12 0,18 0,24 0,28 0,32 0,36 04

vf [mm/min] 850 960 1150 1270 1260 1280 1260 1280
n [1/min] 10600 8000 6400 5300 4500 4000 3500 3200
Ve [m/min] 140 140 140 140 140 140 140 140
f [mm/U] 0,05 0,08 0,12 0,16 0,2 0,24 0,28 0,3

vf [mm/min] 370 450 540 590 640 670 700 660
n [1/min] 7400 5600 4500 3700 3200 2800 2500 2200

Note: Feed rates listed are starting points. With proper setup, machine tools and holding technique, higher feeds can be achieved with
excellent results.
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* To convert VC (meters per minute)

to SFM (surface feet per minute)

multiply VC by 3.28



* To convert f (mm per minute)

to IPR (inches per rev.) divide f by 

25.4
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Note:  Feed rates listed are starting points.  With proper setup, machine tools and holding technique, higher feeds can be achieved with 

           excellent results.
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