MACHINING CONDITIONS - TURNING - DEPTH OF CUT AND FEED

CNMP 120412 NN

218

C35, Ckds, 125 HB 0ss | 306 0.50
1 1020, 1045, 190HB | 070 | 6.00 | 0.26 400 | 046
1060, 28Mn6 250 HB 061 | 255 0.44
S‘ggrg:gb ;:g :2 6.00 0.26 0.61 204 400 0.42
2 414(;, 4340: 280 HB 070 480
100crs 350 HB 4.20 0.22 0.54 1.70 3.60 0.40
X40CHMVS 220 HB 4.80 054 | 2.04 0.40
3 N L e 0.22 3.40
s652, 12nig | S20HB 3.60 047 | 136 037
350 HB
180 HB 2.04 0.33
Austenitic 4 x:l():“r'N:::gis one | 070 | 600 | 025 | ose T 40 oo
D 5 Xz%g'fgﬁf“" ;:g :2 070 | 480 | 022 | 047 | 136 | 340 | 032
- 200 HB 6.00 3.40
e 6 ‘?704:,(3‘:;132 o 00 e | 02| 084 | 19— 0%
6620, GG40, EN- | 150HB og >4
7 GJL-250, 200HB | 070 | 600 | 0.9 400 | 046
N0308B 250 HB ora | %
150 HB 2.55
8 GGG‘;%Oﬁsemo’ 200HB | 070 | 600 | 019 | 068 | 221 | 400 | 0.40
250 HB 2.04
Incoloy 800 240 HB
9 Inconel 700 250HB | 070 | 360 | 025 | 047 | 119 | 270 | 037
Stellite 21 350 HB
T40 . 420 054 | 136 0.44
10 0.70 0.25 2.70
TiAIGV4 . 3.60 047 | 119 0.40
45HRc 3.00 041 | 102 | 270 | 033
A 40’((:1(2;;?0‘;]'; 49 SOHRe 240 034 | 068 | 200 | 026
1 55HRc | 070 | 180 | 044 | 027 | 051 | 130
Ni-Hard 2 400 HB 2.40 03¢ | oss | 200 | ¥
G-X300CtMo15 | 55 HRc 1.80 027 | 051 | 130 | 020
12 AlSi12 130HB | 070 | 720 | 025 | 081 | 3.06 | 400 | 053

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.






