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b Work Material Vc (m/min) F (mm/tooth)
Low Tensile Strength Steel C~0,25% 80~160 0,01~0,05
Medium Tensile Strength Steel C~0,25% ~ 0,45% 80~160 0,01~0,05
High Tensile Strength Steel C~0,45% 80~160 0,01~0,05
Alloy Steel SCM 60~120 0,01~0,05
25~45 HRC 80~200 0,01~0,05
Hardened Steel 45~55 HRC = =
50~60 HRC = =
Stainless Steel SuUsS 60~120 0,01~0,05
Tool Steel SKD - -
Cast Steel SC 60~120 0,01~0,05
Cast Iron FC 80~160 0,01~0,05
Ductile Cast Iron FCD 60~120 0,01~0,05
Copper Cu 80~160 0,03~0,1
Brass Bs 80~160 0,03~0,1
Brass Casting BsC 80~160 0,03~0,1
Bronze PB 80~160 0,03~0,1
Aluminium Rolled Steel AL 80~160 0,03~0,1
Aluminium Alloy Casting AC, ADC 100~300 0,05~0,2
Magnesium Alloy Casting MC 100~300 0,05~0,2
Zinc Alloy Casting ZDC 100~300 0,05~0,2
Titanium Alloy Ti-6AL-4V - -
Nickel Alloy Inconel® - -
Thermosetting plastic - 80~160 0,03~0,1
Thermoplastic - 80~160 0,03~0,1
1. The indicated speeds and feeds are for water-soluble oil.
2. Water-soluble oil is not suitable for tapping magnesium alloy.
3. Please adjust the cutting conditions depending on the rigidity of machine, tool holders, and workpiece clamping.
4. If the tapping length is long, or when machining a large-pitch thread, select a smaller feed rate and separate the machining process into a few segments.
5. If amachined parallel internal thread is tapered and prevents the go-gauge from going through, add a zero cut (finish machining).




