MACHINING CONDITIONS - TURNING - DEPTH OF CUT AND FEED

CCMT 09T308 NN
CPMT 09T308 NN
DCMT 11T308 NN
SCMT 09T308 NN

C35, Ckds, 12518 050 | 162
1 1020, 1045, 190HB | 050 | 400 | 021 270 | 032
1060, 28Mn6 250 HB 045 | 1.35
180 HB 4.00
42CrMo4, 220 B 021 | 045 | 1.08 0.29
St50, Ck60
2 L0 050 | 3.20 2.70
4140, 4340, 280 HB ots | oar | 108 027
100Cr6 350 HB 280 | ' 090 '
220 HB
XA0CHMoV5, 20 1B 3.20 040 | 1.08 0.27
3 HIGMA2D3, o 050 0.18 2.30
S6-5-2, 12Ni19 240 035 | 072 0.25
350 HB
304, 316 180 HB 1.08 0.23
Austenitic 4 o 0.50 4.00 0.20 0.40 2.70
X5CrNi18-9 240 HB 0.90 0.20
X2CrNiN23-4, 290 HB
M Duplex 5 $31500 vors | 0% | 320 | 01 | 035 | o7z | 230 | 022
Ferritic & 410, X6Cr17, 200 HB 4.00 230
Moo i 6 {T4PH, 430 e | 00 g | 018 040 | 0 o o8
6620, GG40, EN- | 150HB g0 |20
7 GJL-250, 200HB | 050 | 400 | 045 e | 210 0%
N030B 250 HB 0.55 '
150 HB 1.35
8 GGG“S%O‘;?GN’ 200HB | 050 | 400 | 045 | 050 | 147 | 270 | 027
250 HB 1.08
Incoloy 800 240 HB
9 Inconel 700 250HB | 050 | 240 | 020 | 035 | 063 | 180 | 025
Stellite 21 350 HB
T40 . 3.20 040 | 0.72 0.30
10 0.50 0.20 1.80
TiAI6V4 . 240 035 | 063 0.27
45 HRe 2.00 030 | 054 | 180 | 023
X100 CrMof13,
1400, Gx260NiCrazl SV HRE 1.60 025 | 036 | 140 | 0.8
1 S5HRc | 050 | 120 | oM | 020 | 02 | 0% |
Ni-Hard 2 400 HB 1.60 025 | 036 | 140 :
G-X300CrMo15 | 55 HRc 1.20 020 | 027 | 090 | 0.14
12 AISi12 130HB | 050 | 480 | 020 | 060 | 162 | 270 | 036

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. 189






