Il RECOMMENDED INSERT

Troubleshooting

Workpiece . . . .
ISO material First choice Highfeed High speed Chipping Wear Surface Chip
resistance resistance finish control
Low carbon steels DS, AH6030 - - DS, AH725 - DW, AH6030 DG, AH725
(C < 0.3%)
0,
Carbon steels (C>0.3%)  p; A\ngo30  DW, AHB030  DJ, AH9030 DW, AH725 DJ, AH9030  DW, AH6030 -
Alloy steels
Low alloy steels DS, AH6030 - - DS, AH725 - DW, AH6030 -
M Stainless steel DS, AH6030 - . DS, AH725 - DW, AH6030 DG, AH725
. Gray cast irons DJ, AH9030  DW, AH9030 DJ, T1115 DW, AH725 - DW, AH9030 -
Ductile cast irons DJ, AH9030  DW, AH9030 - DW, AH725 . DW, AH9030 -
. Aluminum alloy DJ, AH725 DW, AH725 DS, AH6030 - - DW, AH725 DG, AH725
S Titanium alloys DS, AH6030 - - DW, AH725 - DW, AH725 DG, AH725
Heat-resistant alloys
H Hardened steel DJ, AH9030  DW, AH9030 - DW, AH725 . DW, AH9030 -

Il STANDARD CUTTING CONDITIONS

Cutting Seri Feed: f (ipr)
. . eries
ISO Workpiece material speed “\n"  50.500" - £0.625" 00.687"- | ©1.062"- | 01.312"-
Ve (sfm) 20.562" i - 21.000" i g1.25" i 22.000"
Low carbon stesls (C < 0.3) 55 . 1050 203D 0.0008-00024 0.0008-0.0024 0.0016-0,0039 0.0016-0.0039  0.0016-0.0089
1018, 1026, etc. 4D, 5D 0.0008 - 0.0024  0.0008 - 0.0024 0.0016 - 0.0039  0.0016 - 0.0039  0.0016 - 0.0039
Carbon steels (C > 0.3) oo . gpp 203D 00016-0.0039  0.0016-0.0047 0002400051 00024-0.0059 00031 -0.0071
. 1045, 1055, etc. 4D, 5D 0.0016-0.0031 0.0016 - 0.0031 0.0024 - 0.0039  0.0024 - 0.0047  0.0031 - 0.0055
Low alloy steels 505 .gop 203D 00016-00031 00016-00031 0002400047 0.0024-00047  0.0024 - 0.0055
4130, etc. 4D, 5D 0.0016-0.0031 0.0016-0.0031 0.0024 - 0.0047 0.0024 - 0.0047  0.0024 - 0.0055
2D, 3D 0.0016-0.0039 0.0016-0.0047 0.0024 - 0.0051 0.0024 - 0.0059 0.0031 - 0.0071
Alloy steels 262 - 656
4140, 5120, etc. 4D, 5D 0.0016-0.0031 0.0016 - 0.0031  0.0024 - 0.0039  0.0024 - 0.0047  0.0031 - 0.0055
Stainless steels (Austenitic) s08 . g5g 203D 00008-0.0031 0000800031 0001600039 00016-0.0047 00016 -0.0047
304, 316, etc. 4D, 5D 0.0008 - 0.0031 0.0008 - 0.0031 0.0016 - 0.0039 0.0016 - 0.0047 0.0016 - 0.0047
M Stainless steels (Martensitic and ferritic) g ,, 20:3D 0.0008-00031 0.0008-0.0031 0.0016-0.0039 0.0016-0.0047 0.0016 -0.0047
430, 416, etc. 4D, 5D 0.0008 - 0.0031 0.0008 - 0.0031 0.0016 - 0.0039 0.0016 - 0.0047  0.0016 - 0.0047
Stainless steels (Precipitation hardening) gy g, 2030 0001600031 00016-00031 00016-00031 0.0016-00039  0.0024 -0.0039
630, etc. 4D, 5D 0.0016-0.0031 0.0016-0.0031 0.0016-0.0031 0.0016 - 0.0039  0.0024 - 0.0039
e sep - gpp 203D 00024-00047 0002400047 0002400059 00024-00071 00031 -0.0079
. Class 25, Class 30, etc. 4D, 5D 0.0024 - 0.0039 0.0024 - 0.0039 0.0024 - 0.0047  0.0024 - 0.0055 0.0031 - 0.0063
Ductile cast irons sep . g5g 203D 00016-00047 0001600047 0002400059 00024-00071 00031 -0.0079
60-40-18, etc. 4D, 5D 0.0016-0.0039 0.0016-0.0039 0.0024 - 0.0047 0.0024 - 0.0055 0.0031 - 0.0063 =
. A 2l o6 . 1arp 203D 0.0039-0.0047 0.0039-0.0059 0.0059-0.0079 0.0059-0.0079  0.0059-0.0098 i
333.0, 383.0, etc. 4D, 5D 0.0031-0.0047 0.0031-0.0047 0.0047 - 0.0063 0.0047 - 0.0063 0.0047 - 0.0079 £
e 66-197 2D,3D 0.0016-0.0031 0.0016-0.0031 0.0016 - 0.0039 0.0016- 0.0039  0.0016 - 0.0039 E
s Inconel 718, etc. 66-197 4D,5D 0.0016-0.0031 0.0016-0.0031 0.0016 - 0.0039 0.0016- 0.0039  0.0016 - 0.0039
Tz =l 131-394 2D, 3D 0.0024-0.0039 0.0024 - 0.0039 0.0024 - 0.0047 0.0024 - 0.0047  0.0024 - 0.0047
Ti-6Al-4V, etc. 131-394 4D,5D 0.0024-0.0031 0.0024 - 0.0031 0.0024 - 0.0039  0.0024 - 0.0039  0.0024 - 0.0039
H Hardened steel 131-328 2D,3D 0.0016-0.0031 0.0016-0.0031 0.0016-0.0039 0.0016 - 0.0039  0.0016 - 0.0039
= 40HRC 131-328 4D,5D 0.0016-0.0031 0.0016-0.0031 0.0016-0.0031 0.0016 - 0.0031 0.0016 - 0.0031

Il STANDARD CUTTING CONDITIONS FOR DG TYPE CHIPBREAKER

. . Cutting speed Series Feed: f (ipr)
IS0 Workpiece material Vc (sfm) L/D 21.062" - 21.250" 1.312" - 92.000"
Low carbon steels (C < 0.3) 2D, 3D
. 1018, 1026, etc. 260 - 590 4D, 5D 0.0016 - 0.0039

When using the smaller side of the diameter range, the feed rate should be set lower.

When using DW insert for work materials of 40 HRC, the feed rate should be set below 50%.

For difficult-to-cut materials (heat-resistant alloys, etc.), the cutting speed should be set 25% below that of carbon steels.

High speed machining means cutting speeds over 150 m/min (429 sfm).

For high-feed machining, apply a feed rate that is approximately 1.5 times the standard feed conditions.

When using DW insert for troubleshooting, use it within the range of standard cutting conditions.

DG type chipbreaker is suitable for heavy machines that have low-rpm spindles. If chatter occurs, a lower feed rate is recommended.
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