
425For product information, call your local distributor.

® 

Aluminum / Aluminum Alloys 150-250 240-400 300-500

Brass / Bronze (ordinary) 120-200 150-250

Iron - Cast (soft) 120-200 125-225

Iron - Cast (medium hard) 50-100 65-125 80-160

Iron - Hard Chilled 10-20 15-25 20-35 20-35

Iron - Malleable 100-115 130-145

Magnesium / Magnesium Alloys 125-250 160-310 200-400 250-400

30-50 40-65 50-80

100-250 125-315 160-400 250-400

Steel - Mild (.2 - .3 carbon) 80-100 100-125 130-160

Steel - Mild (.4 - .5 carbon) 85-100 115-130 80-150

Tool Steels (1.2 carbon) 50-60 80-100 60-100

Steel - Forgings 40-50 50-65 65-80 50-80

Steel - Alloys (300 - 400 Brinnell) 20-30 25-40 35-50 30-50

Steel - High Tensile (35 - 40 Rc) 30-40 40-50 50-65 40-60

Steel - High Tensile (40 - 45 Rc) 25-35 30-45 40-56 35-55

Steel - High Tensile (45 - 50 Rc) 15-25 20-30 25-40 25-40

Steel - High Tensile (50 - 55 Rc) 10-20 15-30 15-20

Stainless Steel - Free Machining 30-80 40-100 50-130 80-125

Stainless Steel - Work Hardening 15-50 20-65 30-80

 
(commercially pure Titanium)

50-60 80-100

Inconel Alloys 15-20 20-25 25-35 25-35

®

® countersinks are designed with cam relief; 
therefore feed rates should not exceed .005” per 
revolution on larger diameter holes. Reduced  
feeds also are recommended for smaller holes.  

®.

feed rates. Because there is more than one cutting 

performance is maximized. When a countersink is 

and cutting edges can overheat and become  
prematurely dull.

#4 1/4

#5 5/16

#6 5/16

#8 3/8

#10 1/2

#12  13/16 1/2

 1/4  13/16 5/8

 5/16 1-1/8 3/4

 3/8 1-1/8

1-1/8

 1/2 1-1/2 1

 5/8 1-1/2 1-1/4

 3/4 1-1/2 1-1/2

Technical data provided should be considered advisory only as variations may be necessary depending on the particular application.
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30° .0010 .0005

45° .0010 .0008

60° .0010 .0010

82° .0010

.0010 .0020

100° .0010 .0028

120° .0010 .0034



426 M.A. Ford®

30° .025

45° .025 .0203

60° .025 .0254

82° .025 .0432

.025 .0508

100° .025

120° .025 .0864

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.

® 

Aluminum / Aluminum Alloys 60-100

Brass / Bronze (ordinary) 25-40 30-50 35-60 45-80

Iron - Cast (soft) 25-40 30-50 35-60

Iron - Cast (medium hard) 15-30 20-40 25-50 30-55

Iron - Hard Chilled 3-10 5-10 5-10 5-10

Iron - Malleable 25-30 30-35 40-45 30-45

Magnesium / Magnesium Alloys 60-120

10-15 10-20 15-25 15-25

40-100 50-120 80-120

Steel - Mild (.2 - .3 carbon) 25-30 30-40 40-50 40-50

Steel - Mild (.4 - .5 carbon) 20-25 25-30 35-40 25-45

Tool Steels (1.2 carbon) 15-20 20-25 25-30 20-30

Steel - Forgings 10-15 15-20 20-25 15-25

Steel - Alloys (300 - 400 Brinnell) 5-10 10-15 10-15 10-15

Steel - High Tensile (35 - 40 Rc) 10-15 10-15 15-20 15-20

Steel - High Tensile (40 - 45 Rc) 8-15 10-15 10-20 10-20

Steel - High Tensile (45 - 50 Rc) 5-10 5-10 8-10 8-15

Steel - High Tensile (50 - 55 Rc) 2-5 3-5 5-10 5-6

Stainless Steel - Free Machining 10-25 10-30 15-40 25-40

Stainless Steel - Work Hardening 5-10 5-20 10-25 15-25

15-20 20-25 25-30 20-30

Inconel Alloys 5-6 5-10 5-10 8-15
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4 10

5 12

6 14

8

10 23

12 31

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


