B
CNMM 120412 NR [ Machining Conditions 1l

; Brinell f Optimal cutting
Material Group G::)up léll;;t::lis* aniness d.o.c [mm] feed [mm/rev] I[\mn:z)]( V¢ [m/min] conditions
) ’ HB min max min max min max | do.c | feed

150 7.00 080 | 320 400
Low Carbon Ck15
oo | estnrze 180 | 100 700 | 032 080 | 320 | 180 | 350 |2to5 050
" 210 7.00 070 | 300 200
180 7.00 080 | 300 300
42 CiMo 4 0.30
230 7.00 080 | 280 250
Alloy Steel 2 |100¢cre 1.00 120 2105 | 045
. 280 7.00 070 | 280 210
32 NiCMo 145 028
320 5.00 060 | 240 180
220 7.00 080 | 280 190
High Al O e 700 070 | 280 150
o 3 | xe100w12 100 2 oos 1 2t05 | 040
Steel 320 5,00 060 | 240 130
X90 CrMoV 8
350 5.00 050 | 200 100
4 3321304 Annezled 700 | 032 052 | 240 | 170 270 | 2105 | 045
Austenitic 5 [316/316L  |Amealed| 050 | 600 | 030 048 | 200 | 170 | 210 | 2to5 038
Stainless Steel
6 |J16T Annezled 500 | 028 046 | 160 | 80 | 130 |25 032
630 (FI6PH) ' ' ' ' :
Ferritic
; 7 | 4307439/ 444 |Annealed| 050 | 700 | 030 | 060 | 240 | 170 | 250 | 2105 @ 035
Stainless Steel
it Annealed 170 | 250
Martensitic | o | 11490 M2 050 | 700 | 030 | 060 | 240 2105 | 035
Stainless Steel Treated 120 210
oo | 400 280
Grey Cast Iron EN-GL250 | .| 050 700 | 030 090 | 380 | 170 | 250 | 2005 080
EN - GJL 300 360 230
EN - 65 400 380 230
Nodular Cast
o EN-GJS600 | 210 | 050 | 700 | 026 | 070 | 320 | 120 | 190 |25 050
EN - 6JS 800 2.80 150
. Inconel 625 1.80 35
::f"e' Based | 1\ liconel 718 | -oooome 050 500 | 028 050 | 180 | 25 | 40 |2t5 038
2 Hastelloy C 2.20 65
itani TIAT 6 V4 50 | 220 | 35 | 60 | 205 038
R o | 050 500 | ozs |00 | 2% 0
Alloys T40 045 | 1.80 28 40 | 2t05 032

*For all material types and standards, see pages 155 to 158.

Insert designation  Super Finishing  Finishing Semi Finishing Roughing Interrupted Cut

CNMM 120412 NR € ) € ) ) /] —=
| ] ] | | ] ] | | ] ] | | ] ] | | ] ] |
[1 2 3 A1 2 3 _AJNN1 2 3 _AQEN1 2 3 4] 1 2 3 4]

Larming Technolopias




