I Standard cutting conditions

Cutting speed| Chip- |Depth of cut Feed

For wear SS .006 - .060 | .002 - .008

GT9530 250 ~ 600

Work materials Priority |Grades | "y (sfm) | breaker | ap (in) f (ipn)
Low carbon steels First choice AH725 150 ~ 600 -Srg 8?2 : 828 88% : 8(1)2

70, 1025 etc. - - : :
Carbon steels Forimproved |Nsg530 250 ~ 850 SS .006 - .060 | .002 - .008
10'&1'?, 1055 ;atc. surface finish ~ TS .012 -.080 | .003 - .012
oy steels For wear SS .006 - .060 | .002 - .008
4140, 5120 etc. resistance |G 19930 250 ~ 1000 517515 -.080 | .003 - .012
S e e M SS |.006 - .060 | .002 - .008

Stainless steeigéMf{tggtsglc and ferritic) First choice |AH725| 150 ~ 500
Stainless steels (Precipitation hardening) TS .012 -.080|.003 - .012
S17400 etc.

First choice |AH725| 150 ~ 600 .Srg 8?2 - 828 883 - 8?2

» . . . .
5] Gray cast irons For improved SS .006 - .060 | .002 - .008
k= No. 3508 eto. surface finish [NS9530 250 ~ 850 45015550 .003 - .012
< For wear SS .006 - .060 | .002 - .008
g resistance  [6T9930 250 ~ 1000 5817015 580 [.003 - .012
= rrcnoue | an2s] 150 a0 | 55| 008 ococ0s - oo
o Ductile cast irons For improved SS |.006 - .060 | .002 - .008
£ 100-70-03 etc. surface finish [No9930) 250 ~ 500 5517675080 .003 - .012

Q
=

resistance TS .012 -.080 ] .003 - .012
I Practical examples
Workpiece type Machine parts Machine parts
Toolholder A06-SWLXR2-D08 E08-SWLXR2-D11
Insert WXGU040304L-TS WXGU040304L-TS
Grade AH725 AH725
1045 5120

| 2.4" S.on
12"

\A

Work material

g Cutting speed : Vc (sfm) 200 200

l‘é Feed : f (ipn) .010 .006

8 |Depth of cut: ap (in) .033 .020 ~ .050

_g Machining Internal turning (continuous cutting) Internal profiling (continuous cutting)

3 |Coolant Wet Wet
& 500 Tool life improved 200 PEEL LU
5] o/ | @ — reduced by 45% !
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