Types of Cuts and Recommended Applications

Following are general guidelines for selecting the correct bur
based upon material being machined.

Single (Standard)

T A general-purpose right hand flute style is
pm | recommended when rapid stock removal
| and good workpiece finish are the parameters.

Fine

. A general-purpose right hand flute style designed
for producing higher quality finishes, when removing
less stock, with more operator control.

Shear

A right hand flute style bur is recommended for
rapid stock removal on softer, non-ferrous and
I | non-metallic materials.

Double (Alternate Diamond Grind)

N M.A. Ford® Carbide Burs are available in a Standard
[ Alternate Diamond (Double Cut) and Fine Alternate
[ [ Diamond style. An alternate diamond grind has left

hand fluting added to standard or fine cut fluting.
This additional fluting helps break up chips when
working steel weldments or other materials that can
produce small or sliver-type chips. A slight left hand
cutting action typically provides the operator more
control of the bur and grinder.

Optional Diamond Grind Available Upon Request

] Diamond grind is left hand fluting added to single
m| or fine cut burs. Like an alternate diamond grind,
a diamond grind will also break up bothersome
chips into an almost granular powder. More precise
deburring is possible because of a more balanced
left and right hand cutting action. The most rapid
penetration achieved with a carbide bur is with
diamond grind. A diamond grind will, however,
reduce tool life. Recommended for ferrous and
stainless steel materials.

Bur Application Chart

Type of Cut

Material

Single | Double | Fine

Shear

X X
X X
X X
X
X X

Steel, 40-60 Rc X X X

X

X X X
X X

All burs available with coating.

See page 485 for our coating options.

Contact M.A. Ford® at

800-553-8024 / 563-391-6220
for all your application questions.

SCTI No. - D Double Cut
SCTI No. - F Fine Cut

Example:
SA-41......... Single Cut
SA-41-D.....Double Cut
SA-41-F......Fine Cut

Specify type of cut when ordering.

Order by Tool No. / EDP or SCTI No.

For product information, call your local distributor.

Application Data
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Bur Troubleshooting Chart
Possible Solution
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Broken Braze X | x| x
Chatter No Control X | x | x X
Plugged Flutes X [ x| x| x| x|x
Excessive Vibration x | x [ x| x X | x X [ x X
Poor Finish X | x| x| X X | X X | x| x X
Poor Life X x| x | x| x X | x x| x| x [ x] x
Bur Fluting Chart Number of Flutes-zn (+10%) Operating Parameters
Tool Diameter Single Fine | Shear ve
Inch mm Cut Cut Cut Bur Tool Diameter 1,500 SFM 3,000 SFM
116 16 10 12 460 m/min. 920 m/min.
5/64 2.0 10 12 inch mm RPM (n)
3/32 24 12 16 1/8 3.0 45,000 90,000
18 3.0 12 20 1/4 6.0 23,000 45,000
5/32 40 14 2 3/8 9.5 15,000 30,000
316 48 15 21 1/2 12.7 11,000 22,000
14 6.0 16 25 3/4 19.0 7,500 15,000
5116 8.0 18 30 1 25.0 5,500 10,000
3/8 95 20 30 6
Speeds and Feeds
7116 11.0 22 30
12 12.7 24 35 8 Carbide burs should typically be operated between 1,500
5/8 16.0 % 40 pom and 3,000 SFM (460-920 m/min.). For burs ranging in
o o m 20 size from 3/16” (4.8mm) to 3/8” (9.5mm) diameter, a
; 25'0 - i 30,000 RPM (n) grinder is recommended. A 22,000 RPM
: (n) grinder will work effectively with burs ranging in size
Double (Alternate Diamond) Grind left hand from_ 1/4” (6mm) to 1/2 ("12.7mm) in diameter. Solid
fluting 40% of right hand fluting. carbide burs that are 1/8” (3mm) diameter or less, can
Diamond Grind left hand fluting 80% typically be run at speeds up to 75,000 RPM (n). However,
of right hand fiuting. these are general speed recommendations that may need
*except SL-4NF and SL-4NFM 6 flutes to be adiusted
**except SD-6NF, SD-6NFM, SE-6NF, SE-6NFM, J_ o )
SF-6NF and SF-6NFM 10 flutes For application questions, call 800-553-8024.

Safety Note

Always wear the appropriate personal protective equipment such as safety glasses and
protective clothing when using solid carbide or HSS cutting tools. Machines should be fully
guarded. Technical data provided should be considered advisory only as variations may be

necessary depending on the particular application.

Technical data provided should be considered advisory only as variations
may be necessary depending on the particular application.

470 M.A. Ford® Phone: 800-553-8024 or 563-391-6220 « email: sales@maford.com ¢« www.maford.com



	OFC
	IFC
	MAFord_2019-20_001-014
	MAFord_2019-20_015-044
	MAFord_2019-20_045-075
	MAFord_2019-20_076-092
	MAFord_2019-20_093-136
	MAFord_2019-20_137-177
	MAFord_2019-20_178-264
	MAFord_2019-20_265-308
	MAFord_2019-20_309-396
	MAFord_2019-20_397-428
	MAFord_2019-20_429-443
	MAFord_2019-20_444-471
	MAFord_2019-20_472-480
	Diamond Grind Routers

	MAFord_2019-20_481-504
	IBC
	OBC
	Untitled



