RDMW 10T3 MO LT 30

Cast Iron

Optimal cutting
Material Group ﬁ: G\:EL: Eramm* T D.0.C. [mm] Feed [mm/tooth]  V [m/min] conditions

P e min max min max min max D.0.C. Feed V.
1 | ¢35, Ckas, 1020, | 125HB | 25 | 070 | | 330 . 250 |

WETOE 1 2 1045,1060, | 190HB| 05 | 25 018 070 190 | 300 | 1.0 039 220
3 28Mn6 | 750 4B [ 25 | 070 | 250 | 200

8 ] oo st 180 HB 25 055 | 150 | 240 0.34 | 200

2 45 | o it sodo, ZOMBl oo 25 | 085 150 | 210 | o034 180

7 1o0cis | 280 HB 25 048 | 130 | 190 031 | 150

8 350 HB 25 048 | 130 | 170 031 | 140

10 ] I 220 HB 18 048 | 90 | 150 0.31 | 130

High alloyed [N 9 H13,M42',)I33|, (OMBY g5 18 ggp 048 90 | 130 gg | 051120
11| sg52 1oNitg | 320HB 1.8 040 | 60 | 110 0.27 | 100

1 350 HB 1.8 040 | 60 | 90 027 80

15 GG20, GG40, | 150 HB 25 0.70 - 240 200

CON 7 15 | EN-GJL-250,  200HB| 05 | 25 018 070 150 220 | 1.0 039 180
16 No30B 250 HB 25 0.70 190 ' 160 |

17,19 150 HB 25 0.62 - 200 180

M;'Lffu'i:r& 8 17.19 GGG;?]’U%';GTU‘ ‘200HB| 05 | 25 015 062 100 180 | 1.0 | 034 150
18,20 250 HB 25 062 150 130

38 | x100crMo13, | 45HRc | 09 | 040 | | 80 05 024 60

38 40C,  S50HRc| 03 07 010 035 40 | 70 | 04 o022/ 55

11| 35 | GX26ONICr42 55 pe [ 06 | 031 | 60 | 03 020/ 50

40 | NiHard2 | 400HB| 03 | 07 | 010 040 | 40 | 80 | 0.4 | 0.24 | 50

41 | G-X300CrMo15 | 55HRc| 0.3 | 06 | 0.10 | 031 | 30 | 60 | 0.3 | 0.20 | 40
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