Through Coolant and Solid Thread Mills

Y fz {mmdtoath)
Material Group (N Culter diametar Culier diameter
= a3 0 = @f
hagnetic soft stesls
Structural steels, case carburizing steels 100 003 0.07
Flain caon skeels (B0-120) {0.02 - 0.04) {0.04-0.1}
Allgy steels
BD [V RIK] .oy
Alloy stesls/Hardened & Tempared stesis (60-100) 0.02 - 0.04) {0.04-0.1)
! | Free machining stainless steel
| : = &0 0.5 0.04
Austenitic stainlsss stesl (40-80) [0.01-0.02) _ (002 - 0.08)
Ferritic, Ferritic+Austenitic Martensitic
Grey cast iron soft
Grey cast iron hard 76 003 onr
Modular gmphm caet [ran <200HB (E0-10:0) {002 - 004 {004 -0.1}
MNodular graphite cast iron <300HE
Titanium, unallayad
; 40 0.5 004
RsRaTialev= R (20-50) {0.01 - 0.02) (0.02 - 0.08)
Titanium, alloyed <350HEB
Nickel, unalloyed
40 D.015 0.04
Heat rasisting alloys <2T0HE {20-50) 00100 | (0.02 - 0.06)
Heat resisting alloys <350HE
Copper. unallaysd |
Shart chipping Brass, Bronze, Copper 200 005 0.075
Leng chipping Brass, Bronza, Copper 1100-300) (0.03 - 0.07) | 0.03-0.13
AMPCO (Cu-A-Fe alloys) |
Aluminium, Magnesium, unalloyed
Aluminium, alloyed i < 0.5% — T | e
Alurninium, alloyad, Si< 10% {100-300) {003 - 0.07) | {005 -0.1)
Aluminium, alloyed, 5i = 10% |
# For programming detalls see page 130
W, - cutting speed (m/min) v = 1000
f - RPM [ravimin) To calculate RPM from cutting speed: n=__°
fz « fead rate (mmiooth) LU
f - fieed rate {mm/rev)
Z - No, of teeth Ta calculate feed per revelution: f,= n=fz=2

f, - feed at cutiing edge
f: - feed at centra ling

- . f.=(D-0)
O - thread rnajnr diameter Ta calculate fesd at fool centra line:. 1. =

D

All recommendations are based on ideal machining conditicns. Adjustmenis may need to be mads
according 1o your sal-up. The recommendations for speeds. feeds and other parametars presents
in this chart ara nominal recommendations and should be considered only as good starting peints.



