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Y25010300050 M3 0,50 56 11 35 2,7 25 1
Y25010400070 M4 | 0,70 | B3 12 4,5 34 33 1
Y25010500080 M5 | 080 | 70 14 8.0 4.9 4.2 1
Y25010600100 MB | 1,00 80 16 6,0 4.9 5,0 1
Y25010800125 M8 1,25 [S[@] 18 8,0 8.2 [SES] 1
Y25011000150 M10 | 1,50 | 100 20 10,0 | 8.0 8.5 1
Y25011200175 M12 | 1,75 110 22 9,0 7,0 10,2 2
Y25011400200 M14 | 2,00 | 110 25 [11,00| 9,0 12,0 2
Y25011600200 M16 | 2,00 | 110 28 12,0 | 90 14,0 2
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egaliabasso| legatiboni- | Accialper | Acciai | Mossidabii | Accial | Grisa ! : . | Legne
ficat ftensil ferre idabil Dt Ghi Leghe di Legh Material Leghe di -
di tc%nrtoaroemo A aﬁaﬁgrglte temprli | e | ausianie |Ghsadultie) oot | AR | Gime | loros | tamo. res(l}gtlgrrlg d
Steel non§atﬁg)|/ed gl H%ﬁ%%?: 9| Stainiess, | Stailss CSSt i{|°"* Spheroidal | Alluminium | Copper | Nonerrous | Titanium | ocic
non-aloyed, | hardening & | Tools steel steel, ferfc |seel, austen{ oY | graphiteiron | aloys aloys | material | aloys [ "CeLESSING
low carbon | quenching | high alloyed steel, marten-|  tic steel Y
steel steel ~40HRC | sitic steel
266 (o) O (o)




=

HB < 150 HB < 250 Leghe Titanio
R < 500N/mm? R < 850N/mm? R < S0OON/mm?
emulsione / olio olio emulsione
Vc n VF Vc n VF Vc n Vf
1.0 x d min-1 100% 1.0 x d min-1 100% 1.0 x d min-1 100%

0,50 20 | 2123 |1062,00 743 | 37200 849 | 425,00

0,70 20 1582 | 1114,00 557 | 390,00 837 | 446,00

446 | 357,00 510 | 408,00

1,00 | 20 (1062 |1062,00 372 | 37200 425 | 425,00

3
4
M5 5 0,80| 20 (1274 |1018,00
[S]
8

1,25 | 20 | 796 | 985,00 279 | 348,00 318 | 388,00

M10| 10 1,50 | 20 | 837 | 956,00 223 | 33500 255 | 383,00

Mi12) 12 11,75 20 | 531 | 928,00 186 | 326,00 212 | 371,00

M14] 14 12,00 20 | 455 | 91000 159 | 318,00 182 | 364,00

NN N NN NN NN
M| 0|0 000 o 00

M186| 16 |200| 20 | 398 | 796,00 139 | 27800 159 | 318,00

[l ! parameti sopra riportati si devono intendere validi per profondita di
filetto nella misura di 1,0 x D. Per profonditd diverse da questa, applicare
le seguenti riduzioni percentuali:
per profonditd di 1,5 x D ridurre la velocita di taglio (Vc) del 20%
per profonditd di 2,0 x D ridurre la velocita di taglio (Vc) del 40%.

The cutting parameters indicated above are valid for 1.0xD thread
depth. For different dephts, the following percentage reductions should
be applied:

for 1.5 x D depth, reduce cutting speed (Vc) by 20%

for 2.0 x D depth, reduce cutting speed (Vc) by 40%.
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