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Cutting data recommendations





Turning 
Uddehalm Alvar 14 

380 HB 
T u r n i = = = r =

Cemented carbide 
Roughing Finishing 

Cutting speed, Ve (m/min) 90-130 130-180 
Feed, f (mm/rev) 0,2-0,4 0,05-0,2 
Depth of cut, ap (mm) 2-4 0,5-2 
Suitable grades P20-P30 coated carbide P10 coated carbide or 

cermet 

Remarks: 
1. Cutting fluid is recommended.
2. For turning with interrupted cut or face turning of large workpieces use a

thougher cemented carbide grade. 

Face milling 
Face milling 

Cemented carbide 
Rou hin Finishin 
100-140 140-170 
0,2-0,4 0, 1-0,2 

Depth of cut, a (mm) 2-5 -2 

Suitable grades 
P20-P40 coated carbide P1 0-P20 coated carbide 

or cermet 

Remarks: 
1. Use a milling cutter with a positive-negative or positive-positive geometry.
2. Climb milling should generally be used. 
3. Milling should generally be done without coolant.

lf a high surface finish is required coolant may be used. 
4. Cermets can be of use when finishing under stable conditions.

Square shoulder milling 
Square shoulder milling with cemented carbide 

a . = 0 . 1 x D  
Cutting speed, Ve (m/min) 90-130 
Feed, f, (mm/tooth) 0,25-0,3 
Suitable grades 

Remarks: 
1. Climb milling should generally be used. 

a . =  0.5 X D 
80-120

0, 15-0,2 
P15-P40 coated carbide 

HSS 

8-13 
0,05-0,3 

0,5-3 

a . = 1 x D  
70-110

0,1-0,15

2. Choose the cutter diameter (D) and the radial depth of cut (a.) so !hatat least two cutting edges 
are engaged simultaneously.

3. lf the machine tool power is inadequate for the data given reduce the depth of cut, 
but do not reduce the feed. 





Edition 2, 03.2019


