Solid Carbide Thread Mills For Aluminium (AMT)
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MATERIAL Cutting ed mm/
GROUP MATERIAL TO BE MACHINED Speed Cutting Diameter =D
m/min D<4 4 <D <9 D29

50-140 | 0.005-0.03 | 0.01-0.05 | 0.02-0.10

60-130 | 0.005-0.02 | 0.01-0.04 | 0.02-0.09

Stainless Steels - Free Cutting 40-120 | 0.005-0.02 | 0.01-0.04 | 0.02-0.09

Stainless Steels - Austenitic

Cast Steels 70-120 | 0.005-0.03 | 0.01-0.05| 0.02-0.10

50-120 | 0.005-0.03 | 0.01-0.05 | 0.02-0.10

130-250 | 0.005-0.04 | 0.01-0.06 | 0.02-0.13

80-180 | 0.005-0.04 | 0.01-0.06 | 0.02-0.13

80-180 | 0.005-0.04 | 0.01-0.06 | 0.02-0.13

20-80 0.005-0.02 | 0.01-0.04 | 0.02-0.09

K,ey , Al recommendalions are based on deal machining condiions. Adjustments may need to be made
Vc Cutting speed (m/min) ) ‘
. RPM (rev/min) gccgrdmg to your se@-up. The lecommgndat\uns for speeds, fegds and other parameterg plesgnted
= Feed rate (mmytooth] inthis chart are nominal recommendations and should be considered only s good starting points.
f Feed rate (mm/rev)
HRc Hardness of metal




