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Radius to suit the

material thickness.

1. Use rounded corners and fillets for improved casting quality and reduced rejection.
Blind holes and unnecessary strict tolerances should be avoided. Sharp corners

should be
avoided at all
costs as these will
lead to casting
defects.

2. Generous internal and
external radius, as well as
uniform sections ensure
improved castability.

3. Dimensioning of slots

4.  Dimensioning of holes

(mm)

W ≥2.5 4 6 8 10 16 20 24

H,h ≤5 8 20 32 46 80 120 150

D Tmax Ti max

3.5 5.10 5

>5-10 >10-30 >5-15

>10-20 >30-60 >15-25

>20-40 >60-120 >25-50

>40-60 >120-200 >50-80

>60-100 >200-300 >80-100

>100 >300-350 >100-120

T = up to 1.5D

D = at least 3 mm dia

Some
General Rules

Steel/alloy type DIN Material code
Density Tensile Strength Yield Strength Elongation Hardness
(g/cm3) (N/mm2) (N/mm2) (%) (HB)

Austenitic stainless steel 1.4308 7.8 440-640 ≥ 200 ≥ 30 –

Austenitic stainless steel 1.4408 7.8 440-640 ≥ 210 ≥ 30 –

Martensitic stainless steel 1.4021 7.8 650-850 ≥ 500 ≥ 10 –

Martensitic stainless steel 1.4057 7.8 780 590 25 229

Duplex stainless steel 1.4517 7.8 650-850 480 22 –

Carbon steel 1.0619 7.8 420-600 ≥ 240 ≥ 22 –

Comparison of
Mechanical Properties
For Different Alloys




