Miniature Thread Mills <62HRc = —————{Jh—t

) v fz (mmitooth)
Malerial Group [mming GCuller diamelar Culier dameter
< il = 2fi.0
Magnetic soft steals 100 a.03 o5
Structural steele, case carburizing steels (B0-120) 10.02 - 0.04) (0.04 - 0.06)
45 004 0.06
et {26-70) 0.03- D.05) (0.05 - 0.07)
40 003 0.05
Hardened steels 51 - 55HRc (25:60) (002-004) (004 - 006
35 0.0z 0.04
et (26-50) 0.01-0.03) (0.02 - 0.05)
11 | Free machining stainless steel
B0 003 0.05
Agstenitic stainlass steel (40-80) 0.02-0.04) (0.04 - 0.06)
Femitic, Ferritic+Austenitic. Martensitic
Grey cast iron soft
Modular graphite cast iren =200HE (60-100) {0.03 - 0.05) (004 -0.07)
MNodular graphite cast iron <300HB
Titanlun, wnalisyed
) 40 0025 004
Titanium, alloyed <270HE |20-50) (0.02 - 0.0%) (0.03 - 0.05)
Titanium, alloyed <350HE
Nickel. unalloyed
i 40 0.023 oo4
Heat resisting alloys <270HB (20-50) 0.02-0.03) {0.03 - 0.05)
Heat resisting allays <350HE
W, - cutting speed (mimin) ) v_= 1000
m - REM [revimin) Ta calculate RPM from cutting speed: n=
fz - fead rate (mmtacth) mea
f - feed rate {mmirev)
Z - No. of teeth To calculate feed per revelution: f,= n=fz-2z

f; - feed at cutiing edge
f: - feed at centra line
C - thread major diameter

o

To calculats feed at tool centrs line: .= © ° (B -2)

All recommendations are based on ideal machining canditions, Adjustmenis may need to be mads
according 1o your set-up. The recommendations for speads. feads and other parametars presantacd
in this chart ara nominal recommendations and should be considared only as good starting points.




