
 

 

Boring bars for roughing and for finishing - technical support for cutting tools 
 
 
 
 
 
 
 

1. Sorting according to material 
1- steel 
2- stainless steel 
3- cast iron 
4- nonferrous metals - copper, aluminium and their alloys 

 
 
 
 
 
 

2. Boring bars for roughing 
 

Cutting speed 

Because the cutting blade seat is according to ISO, it is possible to use the cutting blade from any producer. The cutting speed is set 
in accordance with producer’s recommendation however the cutting blade must have a proper chip former to create formed chip. 
 
 

Width of cut ae  (D1-D2)/2 

Boring bars are made with both cutting blades axially in the same level so both cutting blades must be set on the same diameter. It 
is not possible to divide the width of cut for each cutting blade separately. 
 

Basic width of cut and feeding 

  Maximum width of cut ae [mm] Maximum feed per tooth fzmax [mm] 

 
Boring range 

[mm] 
Sorting according to material Sorting according to material 

1 2 3 4 1 2 3 4 

P
N

 2
4
2
4
2
9

 30-39 3,5 3 3,5 4 0,08-0,12 0,05-0,07 0,1-0,15 0,15-0,2 

38-50 5 3,5 5 6 0,1-0,15 0,06-0,09 0,12-0,2 0,18-0,23 

48-63 5,5 4 5,5 6 0,1-0,2 0,07-0,1 0,15-0,22 0,2-0,25 

60-80 6,5 5 6,5 8 0,12-0,25 0,09-0,12 0,2-0,25 0,25-0,3 

76-110 7 5 7 8 0,15-0,25 0,1-0,14 0,25-0,3 0,28-0,35 

105-160 8 6 8 9 0,15-0,25 0,12-0,15 0,25-0,3 0,28-0,35 
 
 

Feeding 

The real feed is set according to material and the technological process coefficient: 
Feed per tooth fz = fzmax . k1 . k2 . k3 . k4 
For initial boring to a depth of 3 to 5 mm, the feed rate is reduced to 50%. This prevents vibrations when approaching the uneven 
surface and the non-concentric hole. 

Coefficient Type Condition Value 

k1 Slenderness of bar 
D : L >= 1 : 4 1 

D : L < 1 : 5 0,8 

k2 Size of jaw 

Dmin 1,1 

Dcentre 1 

Dmax 0,9 

k3 Cooling 
Dry 0,9 

Cooling liquid 1 

k4 Alignment of predrilled hole 
Aligned 1 

Misaligned, width of cut variable from 
1mm to aemax 

0,75 

 

 

 

 

 

 

 

 

 

3. Boring bars for finishing 
These bars are designed for fine boring in accuracy IT 6 to IT 7 of roughly pre-machined bore. Roughness from Ra 0,8 to 2,7. 
 

Cutting speed 

Under the same conditions as those applying to the boring bars for roughing. 
 

Cutting depth ae 

We recommend from 1 to 1,5 x radius of a cutting blade tip. 
 

Feeding 

The feed rate coordinated together with cutting blade tip radius determining roughness Ra. We recommend the first option 
according to the table. The slenderness of bar and increasing revolutions can cause vibrations and Ra deterioration. 
 

Blade tip 
radius 

Feeding fz 

0,1 0,02-0,05 

0,2 0,04-0,08 

0,4 0,10-0,16 
 

Cooling 

Cooling has a good effect on cylindricity achievement. Decrease of temperature dilatation. When machining hardened steels with 
CBN cutter, air cooling is very suitable, in no case use emulsion cooling. 
 
 

Boring bar setting 

a. The rough adjustment is done by slackening the locking screw and by turning the nut with degree scale the cutter is 
ejected to the approximate size (approx. of minus 0,1 mm). After adjusting the locking screw is fully tightened and goes 
back of approx. 90°. Initial drilling is performed. 

b. According to the measured value the exact required dimension is set. If allowance is more than 0,3 mm the setting is 
repeated by rough setting process - see a) 

c. If allowance is less than 0,3 mm the locking screw is not turned. The dimension correction is set only by turning the 
nut with degree scale. The scale is divided into 1 division =  0,02 mm/Ø and using the nonius it is possible to set after 
0,005 mm/ Ø. Always turn right to the required dimension. If necessary to reduce the size of the hole of 0,02mm, move 
of 0,1 mm to the left and immediately after that add 0,08. WARNING! The screw should not be tightened! 

 


