MACHINING CONDITIONS - TURNING - DEPTH OF CUT AND FEED

CCMT 09T304 NN
CCMT 120404 NN
CNMG 120404 NN
CPMT 09T304 NN
DCMT 117304 NN
DNMG 110404 NN
DNMG 150404 NN

DNMG 150604 NN
TCMT 16T304 NN
TNMG 160404 NN
TNMG 220404 NN
TNUX 160404 L

TNUX 160404 R

TPMR 160304 NN

VBMT 160404 NN
VCMT 160404 NN
VNMG 160404 NN
WNMG 060404 NN
WNMG 080404 NN
WNMP 060404 NN

C35, Ckds, 125HB 3.0 023 | 060
1 1020, 1045, 190HB | 0.30 01 | 022 | o052 | 200 | 018
1060, 28Mné 250 HB 25 020 | 048
sggr?:n:gb Zg :2 2.50 0.20 g:g 0.14
2 4140, 4340 e | % 0.10 a0 | 200
100Cré 350 HB 2.00 0.18 035 0.13
220 HB 0.18
X40CMoV5, | 250 HB 250 oe | M
3 H13, M42, D3, 0.30 0.09 170 | 0.0
$6-52,12Nit9 | S20HB 200 oe | 0%
350 HB 0.26
180 HB 0.32 0.09
Austenitic 4 xzs'%“rlnai':gfe doe | 00 | 280 | 008 | ot oo 200
M Duplex 5 Xz‘;’;fg"if"" ::g :2 030 | 200 | 008 | 014 | 020 | 170 | 008
Ferritic & 410, X6Cr17, 200 HB 2.50 0.18 0.32 1.70 0.09
Martensitic s 17-4PH, 430 42 HRc 0.30 2.00 0.08 0.16 0.26 1.50 0.08
G620, GG40, EN- | 150HB 0.64
7 GJL-250, 200HB | 030 | 3.00 | 0.08 | 020 200 | 0.8
N030B 250 HB 0.60
150 HB 0.48
8 GGG‘*S%O‘;?GN’ 200HB | 030 | 250 | 008 | 018 | 040 | 200 | 043
250 HB 0.40
Incoloy 800 240 HB
9 Inconel 700 250HB | 030 | 200 | 009 | 015 | 026 | 130 | 040
Stellite 21 350 HB
T40 . 016 | 032 0.14
10 030 | 200 | 009 1.30
TIAI6V4 . 014 | 026 0.10
45HRc 1.80 012 | 020 | 140 | 0.0
A 40??)?5?&1& 49 SOHRe 1.50 010 | 047 | 110 | 0.08
1 55HRc | 030 | 140 | 005 | 009 | 013 | 090 | 0.06
Ni-Hard 2 400 HB 1.60 042 | 047 | 140 | 0.0
G-X300CrMo15 | 55HRc 1.40 009 | 013 | 090 | 0.6
12 AlSi12 130HB | 030 | 400 | 010 | 030 | 070 | 200 | 023

The depth of cut and feed rate tables are for the geometry and corner radius specified above the table.

Refer to cutting speed tables on pages 186 and 187 for recommended materials per grade.
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