WNMG 080408 NN Machining conditions Turning

Material

Brinell

d.o.c [mm]

feed [mm/rev]

A max

V¢ [m/min]

Optimal cutting

: Group i
Material Group . > conditions
No  Examples* hardness min | max min | max ] min | max d.o.c | feed
150 50 045 | 18 350
PRI 1 (S5 098 | qgo | os0 50 | 021 045 | 18| 180 300 | 30 03
Steel ' 210 40 040 | 15 250
42 CrMo 4 180 50 040 | 12 280
St50-2 021
Alloy Steel 2 |Cke0 230 0.50 40 040 12 120 250 30 030
S 1060 20 | 0 40| 0% | 12 a0 | 77
4140 320 35 ‘ 035 | 1.0 180
220 40 040 | 12 190
X40 CrMov 51| 280 4.0 0.40 12 150
0.50 0.18 70 25 028
o H13 320 30 035 | 08 130
ig 40 NiCrMo 6
Alloy Steel 3 |40 350 30 035 | 08 100
§2-10-1-8 | 400 25 03 | 06| 5 9 | 20 025
HSS M42 480 | 050 20 | 011 025 | 04 | 40 80 | 17 020
550 17 020 | 03| 3 70| 10 o018
X5CNi18 9 | 210
4 o 10250 50 | 020 040 | 10| 170 270 | 30 = 035
Austenitic | 5 |ecamotr22 230 | g5 40 | 018 035 | 08| 160 210 | 30 03
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 | mmoniez 40 [ 018 035 | 06| 70 150 | 25 028
et 7 |xcr7 |ameaed| 050 40 | 022 035 | 09 | 170 250 | 30 032
Stainless Steel 430
Martensitic | g |xscris  [AMEdRd) o0y |05 ggs | g9 | 10 201 50 g5
Stainless Steel 410 Treated 120 190
66 20 20 250
Grey 6625 M0 1050 50 | 015 o060 | 18| 170 230 | 30 035
Cast Iron t0 230
GG 30 1.8 210
GGG 40 210 15 230
Nodular GGG 50 260 | 050 50 | 015 050 [ 13| 120 190 | 30 @ 030
Cast Iron GGG 70 310 1.2 150
G-xo60Nicra2 | 450 | 050 17 | 011 025 | 04| 30 50 | 10 018
Inconel 625 0.7 25 35
Inconel 718 | === 050 30 | 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
TAGV4 | 050 30 | o1g 0¥ | 08| 3 60| 20 030
T40 030 | 06| 28 40 | 20 028
Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
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