Turning Machining conditions CNMG 120408 NN

i : ; Optimal cutting
Group Material Brinell d.o.c[mm] feed [mm/rev] Amazx Ve [m/min] conditions

*
No- Examples™ hartness — i T max ~min | max ™™ “min | max doc | feed
350

ax
5.0

Material Group

Ck15, Ck45

Low Carbon (000 045 | 180 | 050 50 | 021 045 | 18| 180 300 | 30 035
Steel ’ 210 40 040 | 15 250
42 CrMo 4 180 5.0 040 | 1.2 280
St 50-2 0.21
Alloy Steel 2 |ck60 20 | o5 40 040 1 12 1 g 200 a0 0
oY S 060 20 | 40 |03 | 12 20 | 77T
4140 320 35 ' 035 | 1.0 180
220 40 040 | 1.2 190
280 40 040 | 1.2 150
X40 CrMoV' 5 1 0,50 0.18 70 25 028
e H13 320 3.0 035 | 08 130
ig 40 NiCrMo 6
Alloy Stee! 3 430 350 3.0 035 | 08 100
$2-10-1-8 400 2.5 0.30 0.6 50 90 20 025
HSS M42 480 [ 050 20 | 011 025 | 04| 40 8 | 17 020
550 17 020 | 03| 3 70| 10 018
XsCNi18 9 | 210 ?
4 . o 250 50 | 020 040 | 10| 170 270 | 30 035
Austenitic | 5 [|xecmimor722l 230 | o5y 40 | 018 035 | 08 | 160 210 | 30 032
Stainless Steel 316 t0270
g [|eCmimoniizizzf 40 | 018 035 | 06| 70 150 | 25 028
316 Ti Duplex / Nitronic
Ferritic 7 |X8cr7  |ameaed| 050 40 | 022 035 | 09| 170 250 | 30 032
Stainless Steel 430
. 170 250
Martensitic | ¢ [xi5cr1s  |AmeaRd) o0 uh | g0 035 | 09 30 032
Stainless Steel 410 Treated 120 190
GG 20 2.0 250
£t 06 25 MOl 050 50 | 015 o060 | 18| 170 230 | 30 035
Cast Iron to 230
GG 30 1.8 210
GGG 40 210 1.5 230
Nodular 06 50 260 | 050 50 | 015 050 | 13| 120 190 | 30 030
Cast Iron GGG 70 310 1.2 150
G-x26onicra2 | 450 | 050 17 | 011 025 | 04 | 30 5 | 10 0718
Inconel 625 0.7 25 35
Inconel 718 | ~------ 050 30 [ 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
! 035 | 08| 35 60 | 20 030
TABVA 050 30 | 018
T40 0.30 0.6 28 40 2.0 0.28

Insert designation  Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

CNMG 120408 NN [fmm | [eEEEm | [CEEEEEEEE]| |[CEEEEm | [EEE |

1 2 3 JNEEN1 2 3 JNEE1 2 3 JBEN1 2 3 41 2 3 4

TECHNGOLOGIES



