THREADING | Solid Carbide and Indexable Thread Mills

Recommended Cutting Data | Imperial (inch)
Solid Carbide | AccuThread® 856

g Recommended Feed (inch/tooth) by Cutter Diameter
- g
Zz S
“ §_ 0.060" 0.126" 0.189" 0.251" 0.313" 0.376" 0.501" 0.626"
Hardness = Speed to to to to to to to to
ISO Material (BHN) % (SFM) | 0.125" 0.188" 0.250" 0.312" 0.375" 0.500" 0.625" 0.750"
Free-Machining Steel 100 - 150 Easy 900 0.0004 | 0.0005 | 0.0007 | 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
1118, 1215, 12114, etc. 150 - 200 Easy 700 0.0004 | 0.0005 | 0.0007 | 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
200 - 250 Easy 500 0.0004 | 0.0005 | 0.0007 | 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
B Low-Carbon Steel 85-125 | Average | 900 0.0004 | 0.0005 | 0.0007 | 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
1010, 1020, 1025, 1522, 1144 125-175 | Average | 700 0.0004 | 0.0005 | 0.0007 | 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
- 175-225 | Average | 600 0.0004 | 0.0005 | 0.0007 | 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
@) 225-275 | Average | 500 0.0004 | 0.0005 | 0.0007 | 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
g Medium-Carbon Steel 125-175 | Average | 575 0.0004 | 0.0005 | 0.0006 | 0.0008 | 0.0010 | 0.0013 | 0.0018 | 0.0020
(0] 1010, 1040, 1050, 1527, 1140 175-225 | Average | 500 0.0004 | 0.0005 | 0.0006 | 0.0008 | 0.0010 | 0.0013 | 0.0018 | 0.0020
225-275 | Average | 450 0.0004 | 0.0005 | 0.0006 | 0.0008 | 0.0010 | 0.0013 | 0.0018 | 0.0020
275-325 | Average | 400 0.0004 | 0.0005 | 0.0006 | 0.0008 | 0.0010 | 0.0013 | 0.0018 | 0.0020
Alloy Steel 125-175 | Average | 575 0.0004 | 0.0005 | 0.0006 | 0.0008 | 0.0010 | 0.0013 | 0.0018 | 0.0020
4140, 5140, 8640 175-225 | Average | 500 0.0004 | 0.0005 | 0.0006 | 0.0008 | 0.0010 | 0.0013 | 0.0018 | 0.0020
225-275 | Average | 450 0.0004 | 0.0005 | 0.0006 | 0.0008 | 0.0010 | 0.0013 | 0.0018 | 0.0020
C 275-325 | Difficult | 400 0.0004 | 0.0005 | 0.0006 | 0.0008 | 0.0010 | 0.0013 | 0.0018 | 0.0020
325-375 | Difficult | 375 0.0004 | 0.0005 | 0.0006 | 0.0008 | 0.0010 | 0.0013 | 0.0018 | 0.0020
High-Strength Alloy 225-300 | Average | 450 0.0004 | 0.0005 | 0.0006 | 0.0008 | 0.0010 | 0.0013 | 0.0018 | 0.0020
m 4340, 4330V, 300M 300-350 | Difficult | 400 0.0004 | 0.0005 | 0.0006 | 0.0008 | 0.0010 | 0.0013 | 0.0018 | 0.0020
J§> 350-400 | Difficult | 350 0.0004 | 0.0005 | 0.0006 | 0.0008 | 0.0010 | 0.0013 | 0.0018 | 0.0020
= Structural Steel 100-150 | Average | 600 0.0004 | 0.0005 | 0.0007 | 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
@ A36, A285, A516 150-250 | Average | 500 0.0004 | 0.0005 | 0.0007 | 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
250-350 | Difficult 0.0004 | 0.0005 | 0.0007 | 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
High-Temp Alloy 140-220 | Difficult
Hastelloy B, Inconel 600 220-310 | Difficult
Stainless Steel 135-185 [ Difficult | 525 0.0004 | 0.0005 | 0.0006 | 0.0008 | 0.0009 | 0.0010 | 0.0015 | 0.0020
D 303, 416, 420 185-275 | Difficult | 500 0.0004 | 0.0005 | 0.0006 | 0.0008 | 0.0009 | 0.0010 | 0.0015 | 0.0020
Stainless Steel PH 185-275 | Difficult | 300 0.0004 | 0.0005 | 0.0006 | 0.0008 | 0.0009 | 0.0010 | 0.0015 | 0.0020
g M 17-4 275-325 | Difficult 150 0.0004 | 0.0005 | 0.0006 | 0.0008 | 0.0009 | 0.0010 | 0.0015 | 0.0020
§ Tool Steel 150-200 | Difficult | 575 0.0004 | 0.0005 | 0.0007 | 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
% H-13, H21, A-4 200-250 | Difficult | 500 0.0004 | 0.0005 | 0.0007 | 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
g Cast Iron 120 - 150 Easy 675 0.0004 | 0.0005 | 0.0007 | 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
Grey, Ductile, Nodular 150 - 200 Easy 625 0.0004 | 0.0005 | 0.0007 | 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
200 - 220 Easy 575 0.0004 | 0.0005 | 0.0007 | 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
220-260 | Average | 500 0.0004 | 0.0005 | 0.0007 | 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
260-320 | Average
E Wrought Aluminum
6061 T6 180 Easy 1000 | 0.0005 | 0.0006 | 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025 | 0.0030
Cast Aluminum** up to 10% silicon
Brass

NOTICE: Reduce feed and speed by 30% for tapered thread forms due to additional material removal
*Refer to recommended pass chart on page E: 53 when referencing material machinability
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() **Uncoated thread mills are recommended for cast aluminum applications
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THREADING | Solid Carbide and Indexable Thread Mills .

Recommended Cutting Data | Metric (mm)

A
Solid Carbide | AccuThread® 856
o
Recommended Feed (mm/tooth) by Cutter Diameter X
z -
S =2
g_ 1.50mm | 3.19mm | 4.77mm | 6.36mm | 7.95mm | 9.54mm | 12.71mm | 15.89mm “
Hardness = Speed to to to to to to to to
ISO Material (BHN) = (M/min)| 3.18mm | 4.76mm | 6.35mm | 7.94mm | 9.53mm | 12.70mm | 15.88mm | 19.05mm
Free-Machining Steel 100 - 150 Easy 274 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
1118, 1215, 12114, etc. 150 - 200 Easy 213 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
200 - 250 Easy 152 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
Low-Carbon Steel 85-125 | Average | 274 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064 B
1010, 1020, 1025, 1522, 1144 125-175 | Average | 213 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
175-225 | Average | 183 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064 -
225-275 | Average | 152 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064 (@)
Medium-Carbon Steel 125-175 | Average | 175 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051 g
1010, 1040, 1050, 1527, 1140 175-225 | Average | 152 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051 ()
225-275 | Average | 137 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
275-325 | Average | 122 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
Alloy Steel 125-175 | Average | 175 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
4140, 5140, 8640 175-225 | Average | 152 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
225-275 | Average | 137 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
275-325 | Difficult | 122 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051 C
325-375 | Difficult | 114 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
High-Strength Alloy 225-300 | Average | 137 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
4340, 4330V, 300M 300 -350 | Difficult | 122 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051 2=
350-400 | Difficult | 107 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051 J§>
Structural Steel 100- 150 | Average | 183 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064 =
A36, A285, A516 150-250 | Average | 152 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064 9
250-350 | Difficult | 137 0.051 0.064
High-Temp Alloy 140 -220 | Difficult
Hastelloy B, Inconel 600 220-310 | Difficult
Stainless Steel 135-185 | Difficult | 160 0.010 0.013 0.015 0.020 0.023 0.025 0.038 0.051
303, 416, 420 185-275 | Difficult | 152 0.010 0.013 0.015 0.020 0.023 0.025 0.038 0.051 D
Stainless Steel PH 185 -275 | Difficult 91 0.010 0.013 0.015 0.020 0.023 0.025 0.038 0.051
M 17-4 275 - 325 | Difficult 46 0.010 0.013 0.015 0.020 0.023 0.025 0.038 0.051 g
Tool Steel 150-200 | Difficult | 175 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064 §
H-13, H21, A-4 200 - 250 | Difficult | 152 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064 %
Cast Iron 120 - 150 Easy 206 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064 %
Grey, Ductile, Nodular 150 - 200 Easy 191 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
200 - 220 Easy 175 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
220-260 | Average | 152 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
260 -320 | Average
Wrought Aluminum E
6061 T6 180 Easy 305 0.013 0.015 0.023 0.025 0.038 0.051 0.064 0.076
Cast Aluminum** up to 10% silicon
Brass

NOTICE: Reduce feed and speed by 30% for tapered thread forms due to additional material removal
*Refer to recommended pass chart on page E: 53 when referencing material machinability
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**Uncoated thread mills are recommended for cast aluminum applications (0)
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THREADING | Solid Carbide and Indexable Thread Mills

Recommended Cutting Data | Imperial (inch)
Solid Carbide | ThreadMills USA™

g Recommended Feed (inch/tooth) by Cutter Diameter
- g
Zz S
“ §_ 0.060" 0.126" 0.189" 0.251" 0.313" 0.376" 0.501" 0.626"
Hardness = Speed to to to to to to to to
ISO Material (BHN) % (SFM) | 0.125" 0.188" 0.250" 0.312" 0.375" 0.500" 0.625" 0.750"
Free-Machining Steel 100 - 150 Easy 725 0.0004 | 0.0005 | 0.0007 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
1118, 1215, 12114, etc. 150 - 200 Easy 550 0.0004 | 0.0005 | 0.0007 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
200 - 250 Easy 450 0.0004 | 0.0005 | 0.0007 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
B Low-Carbon Steel 85-125 | Average | 725 0.0004 | 0.0005 | 0.0007 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
1010, 1020, 1025, 1522, 1144 125-175 | Average | 550 0.0004 | 0.0005 | 0.0007 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
- 175-225 | Average | 450 0.0004 | 0.0005 | 0.0007 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
@) 225-275 | Average | 400 0.0004 | 0.0005 | 0.0007 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
g Medium-Carbon Steel 125-175 | Average | 450 0.0004 | 0.0005 | 0.0006 0.0008 | 0.0010 | 0.0013 | 0.0018 | 0.0020
(0] 1010, 1040, 1050, 1527, 1140 175-225 | Average | 400 0.0004 | 0.0005 | 0.0006 0.0008 | 0.0010 | 0.0013 | 0.0018 | 0.0020
225-275 | Average | 350 0.0004 | 0.0005 | 0.0006 0.0008 | 0.0010 | 0.0013 | 0.0018 | 0.0020
275-325 | Average | 300 0.0004 | 0.0005 | 0.0006  0.0008 | 0.0010 | 0.0013 | 0.0018 | 0.0020
Alloy Steel 125-175 | Average | 450 0.0004 | 0.0005 | 0.0006 0.0008 | 0.0010 | 0.0013 | 0.0018 | 0.0020
4140, 5140, 8640 175-225 | Average | 400 0.0004 | 0.0005 | 0.0006 0.0008 | 0.0010 | 0.0013 | 0.0018 | 0.0020
225-275 | Average | 350 0.0004 | 0.0005 | 0.0006 0.0008 | 0.0010 | 0.0013 | 0.0018 | 0.0020
C 275-325 | Difficult | 300 0.0004 | 0.0005 | 0.0006 0.0008 | 0.0010 | 0.0013 | 0.0018 | 0.0020
325-375 | Difficult | 250 0.0004 | 0.0005 | 0.0006  0.0008 | 0.0010 | 0.0013 | 0.0018 | 0.0020
High-Strength Alloy 225-300 | Average | 350 0.0004 | 0.0005 | 0.0006 0.0008 | 0.0010 | 0.0013 | 0.0018 | 0.0020
m 4340, 4330V, 300M 300-350 | Difficult | 300 0.0004 | 0.0005 | 0.0006 0.0008 | 0.0010 | 0.0013 | 0.0018 | 0.0020
J§> 350-400 | Difficult | 250 0.0004 | 0.0005 | 0.0006  0.0008 | 0.0010 | 0.0013 | 0.0018 | 0.0020
= Structural Steel 100-150 | Average | 450 0.0004 | 0.0005 | 0.0007 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
@ A36, A285, A516 150-250 | Average | 400 0.0004 | 0.0005 | 0.0007 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
250-350 | Difficult 0.0004 | 0.0005 | 0.0007 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
High-Temp Alloy 140-220 | Difficult
Hastelloy B, Inconel 600 220-310 | Difficult
Stainless Steel 135-185 | Difficult | 425 0.0004 | 0.0005 | 0.0006 0.0008 | 0.0009 | 0.0010 | 0.0015 | 0.0020
D 303, 416, 420 185-275 | Difficult | 400 0.0004 | 0.0005 | 0.0006  0.0008 | 0.0009 | 0.0010 | 0.0015 | 0.0020
Stainless Steel PH 185-275 | Difficult | 250 0.0004 | 0.0005 | 0.0006 0.0008 | 0.0009 | 0.0010 | 0.0015 | 0.0020
g M 17-4 275-325 | Difficult 125 0.0004 | 0.0005 | 0.0006  0.0008 | 0.0009 | 0.0010 | 0.0015 | 0.0020
§ Tool Steel 150-200 | Difficult | 325 0.0004 | 0.0005 | 0.0007 0.0008 | 0.0010 | 0.0015 | 0.0020 | 0.0025
% H-13, H21, A-4 200-250 | Difficult | 225 0.0004 | 0.0005 | 0.0007 0.0008 | 0.0010 | 0.0015 | 0.0020 | 0.0025
g Cast Iron 120 - 150 Easy 550 0.0004 | 0.0005 | 0.0007 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
Grey, Ductile, Nodular 150 - 200 Easy 500 0.0004 | 0.0005 | 0.0007 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
200 - 220 Easy 450 0.0004 | 0.0005 | 0.0007 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
220-260 | Average | 400 0.0004 | 0.0005 | 0.0007 0.0009 | 0.0010 | 0.0015 | 0.0020 | 0.0025
260-320 | Average
E Wrought Aluminum
6061 T6 180 Easy 900 0.0005 | 0.0006 | 0.0009  0.0010 | 0.0015 | 0.0020 | 0.0025 | 0.0030
Cast Aluminum** up to 10% silicon
Brass

NOTICE: Reduce feed and speed by 30% for tapered thread forms due to additional material removal
*Refer to recommended pass chart on page E: 53 when referencing material machinability
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THREADING | Solid Carbide and Indexable Thread Mills .

Recommended Cutting Data | Metric (mm)

A
Solid Carbide | ThreadMills USA™
)
Recommended Feed (mm/tooth) by Cutter Diameter )
= -
g_ 1.50mm | 3.19mm | 4.77mm | 6.36mm | 7.95mm | 9.54mm |12.71mm | 15.89mm
Hardness = Speed to to to to to to to to
ISO Material (BHN) -t (M/min)| 3.18mm | 4.76mm | 6.35mm | 7.94mm | 9.53mm |12.70mm | 15.88mm | 19.05mm
Free-Machining Steel 100 - 150 Easy 221 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
1118, 1215, 12114, etc. 150 - 200 Easy 168 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
200 - 250 Easy 137 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
Low-Carbon Steel 85-125 | Average | 221 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064 B
1010, 1020, 1025, 1522, 1144 125-175 | Average | 168 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
175-225 | Average | 137 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064 -
225-275 | Average | 122 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064 o
Medium-Carbon Steel 125-175 | Average | 137 0.010 0.013 0.015 0.020 0.025 0.038 0.046 0.051 g
1010, 1040, 1050, 1527, 1140 175-225 | Average | 122 0.010 0.013 0.015 0.020 0.025 0.038 0.046 0.051 0]
225-275 | Average | 107 0.010 0.013 0.015 0.020 0.025 0.038 0.046 0.051
275-325 | Average 91 0.010 0.013 0.015 0.020 0.025 0.038 0.046 0.051
Alloy Steel 125-175 | Average | 137 0.010 0.013 0.015 0.020 0.025 0.038 0.046 0.051
4140, 5140, 8640 175-225 | Average | 122 0.010 0.013 0.015 0.020 0.025 0.038 0.046 0.051
225-275 | Average | 107 0.010 0.013 0.015 0.020 0.025 0.038 0.046 0.051
275-325 | Difficult 91 0.010 0.013 0.015 0.020 0.025 0.038 0.046 0.051 C
325-375 | Difficult 76 0.010 0.013 0.015 0.020 0.025 0.038 0.046 0.051
High-Strength Alloy 225-300 | Average | 107 0.010 0.013 0.015 0.020 0.025 0.038 0.046 0.051
4340, 4330V, 300M 300-350 | Difficult 91 0.010 0.013 0.015 0.020 0.025 0.038 0.046 0.051 2=
350-400 | Difficult 76 0.010 0.013 0.015 0.020 0.025 0.038 0.046 0.051 J§>
Structural Steel 100-150 | Average | 137 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064 =
A36, A285, A516 150-250 | Average | 122 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064 @
250-350 | Difficult 0.051 0.064
High-Temp Alloy 140-220 | Difficult
Hastelloy B, Inconel 600 220-310 | Difficult
Stainless Steel 135-185 | Difficult | 130 0.010 0.013 0.015 0.020 0.023 0.025 0.038 0.051
303, 416, 420 185-275 | Difficult | 122 0.010 0.013 0.015 0.020 0.023 0.025 0.038 0.051 D
Stainless Steel PH 185-275 | Difficult 76 0.010 0.013 0.015 0.020 0.023 0.025 0.038 0.051
M 17-4 275-325 | Difficult 38 0.010 0.013 0.015 0.020 0.023 0.025 0.038 0.051 g
Tool Steel 150-200 | Difficult 99 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064 §
H-13, H21, A-4 200-250 | Difficult 69 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064 %
Cast Iron 120 - 150 Easy 168 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064 %
Grey, Ductile, Nodular 150 - 200 Easy 152 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
200 - 220 Easy 137 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
220-260 | Average | 122 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
260-320 | Average
Wrought Aluminum E
6061 T6 180 Easy 274 0.013 0.015 0.023 0.025 0.038 0.051 0.064 0.076
Cast Aluminum** up to 10% silicon
Brass

NOTICE: Reduce feed and speed by 30% for tapered thread forms due to additional material removal
*Refer to recommended pass chart on page E: 53 when referencing material machinability
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**Uncoated thread mills are recommended for cast aluminum applications (0)
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THREADING | Solid Carbide and Indexable Thread Mills

Recommended Cutting Data | Imperial (inch)
Solid Carbide | AccuThread® T3

g Chipload per Tooth (IPT) by Cutter Diameter
=
% Hardness | Speed 0.055" - 0.126" - 0.189" - 0.251" - 0.313" - 0.376" - 0.501" -
ISO Material (BHN) (SFM) 0.125" 0.188" 0.250" 0.312" 0.375" 0.500" 0.750"
Free-Machining Steel 100 - 150 375 0.0008 0.0010 0.0014 0.0018 0.0020 0.0030 0.0035
1118, 1215, 12114, etc. 150 - 200 275 0.0008 0.0010 0.0014 0.0018 0.0020 0.0030 0.0035
200 - 250 225 0.0008 0.0010 0.0014 0.0018 0.0020 0.0030 0.0035
Low-Carbon Steel 85-125 375 0.0008 0.0010 0.0014 0.0018 0.0020 0.0030 0.0035
B 1010, 1020, 1025, 1522, 1144, etc. | 125-175 275 0.0008 0.0010 0.0014 0.0018 0.0020 0.0030 0.0035
175 - 225 225 0.0008 0.0010 0.0014 0.0018 0.0020 0.0030 0.0035
225 - 275 200 0.0008 0.0010 0.0014 0.0018 0.0020 0.0030 0.0035
W Medium-Carbon Steel 125-175 225 0.0008 0.0010 0.0012 0.0016 0.0020 0.0026 0.0031
% 1030, 1040, 1050, 1527, 1140, 175 - 225 200 0.0008 0.0010 0.0012 0.0016 0.0020 0.0026 0.0031
= 1151, etc. 225 - 275 175 0.0008 0.0010 0.0012 0.0016 0.0020 0.0026 0.0031
&) 275 - 325 150 0.0008 0.0010 0.0012 0.0016 0.0020 0.0026 0.0031
Alloy Steel 125-175 225 0.0008 0.0010 0.0012 0.0016 0.0020 0.0026 0.0031
4140, 5140, 8640, etc. 175 - 225 200 0.0008 0.0010 0.0012 0.0016 0.0020 0.0026 0.0031
225 -275 175 0.0008 0.0010 0.0012 0.0016 0.0020 0.0026 0.0031
275 -325 150 0.0008 0.0010 0.0012 0.0016 0.0020 0.0026 0.0031
325-375 125 0.0008 0.0010 0.0012 0.0016 0.0020 0.0026 0.0031
C High-Strength Alloy 225 - 300 175 0.0008 0.0010 0.0012 0.0016 0.0020 0.0026 0.0031
4340, 4330V, 300M, etc. 300 - 350 150 0.0008 0.0010 0.0012 0.0016 0.0020 0.0026 0.0031
= 350 - 400 125 0.0008 0.0010 0.0012 0.0016 0.0020 0.0026 0.0031
; Structural Steel 100 - 150 225 0.0008 0.0010 0.0014 0.0018 0.0020 0.0030 0.0035
< A36, A285, A516, etc. 150 - 250 200 0.0008 0.0010 0.0014 0.0018 0.0020 0.0030 0.0035
% 250 - 350 150 0.0008 0.0010 0.0014 0.0018 0.0020 0.0030 0.0035
Tool Steel 150 - 200 175 0.0008 0.0010 0.0012 0.0016 0.0020 0.0026 0.0031
H-13, H-21, A-4, 0-2, S-3, etc. 200 - 250 125 0.0008 0.0010 0.0012 0.0016 0.0020 0.0026 0.0031
High-Temp Alloy 140 - 220 100 0.0006 0.0008 0.0012 0.0016 0.0018 0.0020 0.0025
Hastelloy B, Inconel 600, etc. 220-310 75 0.0006 0.0008 0.0012 0.0016 0.0018 0.0020 0.0025
Titanium Alloy 140 - 220 100 0.0006 0.0008 0.0012 0.0016 0.0018 0.0020 0.0025
D 220-310 75 0.0006 0.0008 0.0012 0.0016 0.0018 0.0020 0.0025
Aerospace Alloy 185 - 275 100 0.0006 0.0008 0.0012 0.0016 0.0018 0.0020 0.0025
g $82 275 - 350 75 0.0006 0.0008 0.0012 0.0016 0.0018 0.0020 0.0025
§ Stainless Steel 185 - 275 225 0.0008 0.0010 0.0012 0.0016 0.0018 0.0020 0.0025
% 416, 420, etc. 275 - 350 200 0.0008 0.0010 0.0012 0.0016 0.0018 0.0020 0.0025
= Stainless Steel 300 Series 135 - 185 125 0.0008 0.0010 0.0012 0.0016 0.0018 0.0020 0.0025
9 i 304, 316, 17-4PH, etc. 185 - 275 75 0.0008 0.0010 0.0012 0.0016 0.0018 0.0020 0.0025
Super Duplex Stainless Steel 135-185 125 0.0006 0.0008 0.0012 0.0016 0.0018 0.0020 0.0025
185 - 275 75 0.0006 0.0008 0.0012 0.0016 0.0018 0.0020 0.0025
Hardened Steels 450 - 500 175 0.0006 0.0008 0.0012 0.0016 0.0018 0.0020 0.0025
E 500 - 550
Cast Iron 120 - 150
— Grey, Ductile, Nodular 150 - 200 250 0.0008 0.0010 0.0014 0.0018 0.0020 0.0030 0.0035
,:E 200 - 220 225 0.0008 0.0010 0.0014 0.0018 0.0020 0.0030 0.0035
E 220 - 260 200 0.0008 0.0010 0.0014 0.0018 0.0020 0.0030 0.0035
o 260 - 320
=2
) Wrought Aluminum
180 450 0.0010 0.0012 0.0018 0.0020 0.0030 0.0040 0.0048
Cast Aluminum 30-180 250 0.0010 0.0012 0.0018 0.0020 0.0030 0.0040 0.0048
Brass

NOTICE: Reduce feed and speed by 30% for tapered thread forms due to additional material removal
*Refer to recommended pass chart on page E: 53 when referencing material machinability
**Uncoated thread mills are recommended for cast aluminum applications
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THREADING | Solid Carbide and Indexable Thread Mills .

Recommended Cutting Data | Metric (mm)

A
Solid Carbide | AccuThread® T3
o
Chipload per Tooth (mm/tooth) by Cutter Diameter )
=
Hardness | Speed | 1.40mm- | 3.18mm- | 4.78mm- | 6.36mm- | 7.93mm- | 9.53mm- | 12.71mm - %
ISO Material (BHN) (M/min) | 3.17mm 4.77mm 6.35mm 7.92mm 9.52mm 12.70mm | 19.05mm
Free-Machining Steel 100 - 150 115 0.020 0.025 0.035 0.045 0.050 0.075 0.090
1118, 1215, 12114, etc. 150 - 200 85 0.020 0.025 0.035 0.045 0.050 0.075 0.090
200 - 250 70 0.020 0.025 0.035 0.045 0.050 0.075 0.090
Low-Carbon Steel 85-125 115 0.020 0.025 0.035 0.045 0.050 0.075 0.090
1010, 1020, 1025, 1522, 1144, etc. | 125-175 85 0.020 0.025 0.035 0.045 0.050 0.075 0.090 B
175 - 225 70 0.020 0.025 0.035 0.045 0.050 0.075 0.090
225 - 275 60 0.020 0.025 0.035 0.045 0.050 0.075 0.090
Medium-Carbon Steel 125-175 70 0.020 0.025 0.030 0.040 0.050 0.065 0.080 @
1030, 1040, 1050, 1527, 1140, 175 - 225 60 0.020 0.025 0.030 0.040 0.050 0.065 0.080 %
1151, etc. 225 - 275 50 0.020 0.025 0.030 0.040 0.050 0.065 0.080 =
275 - 325 45 0.020 0.025 0.030 0.040 0.050 0.065 0.080 2/
Alloy Steel 125-175 70 0.020 0.025 0.030 0.040 0.050 0.065 0.080
4140, 5140, 8640, etc. 175 - 225 60 0.020 0.025 0.030 0.040 0.050 0.065 0.080
225 -275 50 0.020 0.025 0.030 0.040 0.050 0.065 0.080
275 -325 45 0.020 0.025 0.030 0.040 0.050 0.065 0.080
325-375 38 0.020 0.025 0.030 0.040 0.050 0.065 0.080
High-Strength Alloy 225 - 300 50 0.020 0.025 0.030 0.040 0.050 0.065 0.080 C
4340, 4330V, 300M, etc. 300 - 350 45 0.020 0.025 0.030 0.040 0.050 0.065 0.080
350 - 400 38 0.020 0.025 0.030 0.040 0.050 0.065 0.080 =
Structural Steel 100 - 150 70 0.020 0.025 0.035 0.045 0.050 0.075 0.090 T
A36, A285, A516, etc. 150 - 250 60 0.020 0.025 0.035 0.045 0.050 0.075 0.090 <
250 - 350 45 0.020 0.025 0.035 0.045 0.050 0.075 0.090 %
Tool Steel 150 - 200 50 0.020 0.025 0.030 0.040 0.050 0.065 0.080
H-13, H-21, A-4, 0-2, S-3, etc. 200 - 250 38 0.025 0.030 0.040 0.050 0.065 0.080
High-Temp Alloy 140 - 220
Hastelloy B, Inconel 600, etc. 220-310 23 0.015 0.020 0.030 0.040 0.045 0.050 0.065
Titanium Alloy 140 - 220 30 0.015 0.020 0.030 0.040 0.045 0.050 0.065
220-310 23 0.015 0.020 0.030 0.040 0.045 0.050 0.065 D
Aerospace Alloy 185 - 275
S82 275 - 350 los]
C
Stainless Steel 185 - 275 70 0.020 0.025 0.030 0.040 0.045 0.050 0.065 §
416, 420, etc. 275 - 350 60 0.020 0.025 0.030 0.040 0.045 0.050 0.065 %
Stainless Steel 300 Series 135 - 185 38 0.020 0.025 0.030 0.040 0.045 0.050 0.065 =
i 304, 316, 17-4PH, etc. 185 - 275 23 0.020 0.025 0.030 0.040 0.045 0.050 0.065 ©
Super Duplex Stainless Steel 135 - 185 38 0.015 0.020 0.030 0.040 0.045 0.050 0.065
185 - 275 23 0.015 0.020 0.030 0.040 0.045 0.050 0.065
Hardened Steels 450 - 500 50 0.015 0.020 0.030 0.040 0.045 0.050 0.065
500 - 550 E
Cast Iron 120 - 150
Grey, Ductile, Nodular 150 - 200 75 0.020 0.025 0.035 0.045 0.050 0.075 0.090 =]
200 - 220 70 0.020 0.025 0.035 0.045 0.050 0.075 0.090 ;:E
220 - 260 60 0.020 0.025 0.035 0.045 0.050 0.075 0.090 E
260 - 320 =
=2
Wrought Aluminum o
180 135 0.025 0.030 0.045 0.050 0.075 0.100 0.120
Cast Aluminum 30-180 75 0.025 0.030 0.045 0.050 0.075 0.100 0.120
Brass

NOTICE: Reduce feed and speed by 30% for tapered thread forms due to additional material removal
*Refer to recommended pass chart on page E: 53 when referencing material machinability
**Uncoated thread mills are recommended for cast aluminum applications
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THREADING | Solid Carbide and Indexable Thread Mills

Recommended Cutting Data |

Imperial (inch)

Indexable | AccuThread® 856 |

Positive Rake

Recommended Feed (inch/tooth) by Cutter Diameter

=

Qv
g'- 1 flute el 3 flutes 5 flutes 7 flutes 8 flutes

g flutes

Hardness .E_* Speed 0.375" - 0.501" - 0.751" - 1.001" - 1.501" - 2.001" - 2.751" -
1ISO Material (BHN) 4 (SFM) 0.500" 0.750" 1.000" 1.500" 2.000" 2.750" 3.500"
Free-Machining Steel 100 - 150 Easy 900 0.0008 0.0010 0.0012 0.0015 0.0020 0.0025 0.0030
1118, 1215, 12114, etc. 150 - 200 Easy 700 0.0008 0.0010 0.0012 0.0015 0.0020 0.0025 0.0030
200 - 250 Easy 500 0.0008 0.0010 0.0012 0.0015 0.0020 0.0025 0.0030
Low-Carbon Steel 85-125 Average 900 0.0008 0.0010 0.0012 0.0015 0.0020 0.0025 0.0030
1010, 1020, 1025, 1522, 1144 125-175 Average 700 0.0008 0.0010 0.0012 0.0015 0.0020 0.0025 0.0030
175-225 Average 600 0.0008 0.0010 0.0012 0.0015 0.0020 0.0025 0.0030
225-275 Average 500 0.0008 0.0010 0.0012 0.0015 0.0020 0.0025 0.0030
Medium-Carbon Steel 125-175 Average 575 0.0008 0.0009 0.0010 0.0012 0.0015 0.0020 0.0025
1010, 1040, 1050, 1527, 1140 175-225 Average 500 0.0008 0.0009 0.0010 0.0012 0.0015 0.0020 0.0025
225-275 Average 450 0.0008 0.0009 0.0010 0.0012 0.0015 0.0020 0.0025
275 - 325 Average 400 0.0008 0.0009 0.0010 0.0012 0.0015 0.0020 0.0025
Alloy Steel 125-175 Average 575 0.0008 0.0009 0.0010 0.0012 0.0015 0.0020 0.0025
4140, 5140, 8640 175-225 Average 500 0.0008 0.0009 0.0010 0.0012 0.0015 0.0020 0.0025
225-275 Average 450 0.0008 0.0009 0.0010 0.0012 0.0015 0.0020 0.0025
275 - 325 Difficult 400 0.0008 0.0009 0.0010 0.0012 0.0015 0.0020 0.0025
325-375 Difficult 375 0.0008 0.0009 0.0010 0.0012 0.0015 0.0020 0.0025
High-Strength Alloy 225-300 Average 450 0.0008 0.0009 0.0010 0.0012 0.0015 0.0020 0.0025
4340, 4330V, 300M 300 - 350 Difficult 400 0.0008 0.0009 0.0010 0.0012 0.0015 0.0020 0.0025
350-400 Difficult 350 0.0008 0.0009 0.0010 0.0012 0.0015 0.0020 0.0025
Structural Steel 100 - 150 Average 600 0.0008 0.0010 0.0012 0.0015 0.0020 0.0025 0.0030
A36, A285, A516 150 - 250 Average 500 0.0008 0.0010 0.0012 0.0015 0.0020 0.0025 0.0030

High-Temp Alloy

250 - 350

140 - 220

Difficult

Difficult

0.0008

0.0010

0.0012

0.0015

0.0020

0.0025

0.0030

Hastelloy B, Inconel 600

220-310

Difficult

Stainless Steel 135- 185 Difficult 525 0.0005 0.0007 0.0009 0.0015 0.0020 0.0025 0.0030

303, 416, 420 185 - 275 Difficult 500 0.0005 0.0007 0.0009 0.0015 0.0020 0.0025 0.0030
Stainless Steel PH 185 - 275 Difficult 300 0.0005 0.0007 0.0009 0.0015 0.0020 0.0025 0.0030

o] 17-4 275-325 Difficult 150 0.0005 0.0007 0.0009 0.0015 0.0020 0.0025 0.0030
Tool Steel 150 - 200 Difficult 575 0.0008 0.0010 0.0012 0.0015 0.0020 0.0025 0.0030
H-13, H21, A-4 200 - 250 Difficult 500 0.0008 0.0010 0.0012 0.0015 0.0020 0.0025 0.0030

Cast Iron 120-150 Easy 675 0.0008 0.0012 0.0015 0.0020 0.0030 0.0040 0.0050
Grey, Ductile, Nodular 150 - 200 Easy 625 0.0008 0.0012 0.0015 0.0020 0.0030 0.0040 0.0050

200 - 220 Easy 575 0.0008 0.0012 0.0015 0.0020 0.0030 0.0040 0.0050

220-260 | Average 500 0.0008 0.0012 0.0015 0.0020 0.0030 0.0040 0.0050

Wrought Aluminum

260 - 320

Average

6061 T6

180

Easy

1000

0.0015

0.0020

0.0025

0.0030

0.0040

0.0050

0.0060

Cast Aluminum** up to 10% silicon

Brass

NOTICE: Reduce feed and speed by 30% for tapered thread forms due to additional material removal
*Refer to recommended pass chart on page E: 53 when referencing material machinability
**Uncoated thread mills are recommended for cast aluminum applications
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THREADING | Solid Carbide and Indexable Thread Mills .

Recommended Cutting Data | Metric (mm)

A
Indexable | AccuThread® 856 | Positive Rake
= Recommended Feed (mm/tooth) by Cutter Diameter g
) [
g’- 1 flute el 3 flutes 5 flutes 7 flutes 8 flutes %
g8 flutes I
Hardness E Speed | 9.53mm- |12.71mm - | 19.06mm - | 25.41mm - | 38.11mm - | 50.81mm - | 69.86mm -
ISO Material (BHN) i (M/min) [ 12.70mm | 19.05mm | 25.40mm | 38.10mm | 50.80mm | 69.85mm | 88.90mm
Free-Machining Steel 100 - 150 Easy 274 0.020 0.025 0.030 0.038 0.051 0.064 0.076
1118, 1215, 12114, etc. 150 - 200 Easy 213 0.020 0.025 0.030 0.038 0.051 0.064 0.076
200 - 250 Easy 152 0.020 0.025 0.030 0.038 0.051 0.064 0.076
Low-Carbon Steel 85-125 Average 274 0.020 0.025 0.030 0.038 0.051 0.064 0.076 B
1010, 1020, 1025, 1522, 1144 125-175 | Average 213 0.020 0.025 0.030 0.038 0.051 0.064 0.076
175-225 | Average 183 0.020 0.025 0.030 0.038 0.051 0.064 0.076
225-275 | Average 152 0.020 0.025 0.030 0.038 0.051 0.064 0.076 8
Medium-Carbon Steel 125-175 | Average 175 0.020 0.023 0.025 0.030 0.038 0.051 0.064 z
1010, 1040, 1050, 1527, 1140 175-225 | Average 152 0.020 0.023 0.025 0.030 0.038 0.051 0.064 %
225-275 | Average 137 0.020 0.023 0.025 0.030 0.038 0.051 0.064
275-325 | Average 122 0.020 0.023 0.025 0.030 0.038 0.051 0.064
Alloy Steel 125-175 | Average 175 0.020 0.023 0.025 0.030 0.038 0.051 0.064
4140, 5140, 8640 175-225 | Average 152 0.020 0.023 0.025 0.030 0.038 0.051 0.064
225-275 | Average 137 0.020 0.023 0.025 0.030 0.038 0.051 0.064
275-325 | Difficult 122 0.020 0.023 0.025 0.030 0.038 0.051 0.064 C
325-375 | Difficult 114 0.020 0.023 0.025 0.030 0.038 0.051 0.064
High-Strength Alloy 225-300 | Average 137 0.020 0.023 0.025 0.030 0.038 0.051 0.064
4340, 4330V, 300M 300-350 | Difficult 122 0.020 0.023 0.025 0.030 0.038 0.051 0.064 a
350-400 | Difficult 107 0.020 0.023 0.025 0.030 0.038 0.051 0.064 =
Structural Steel 100 - 150 | Average 183 0.020 0.025 0.030 0.038 0.051 0.064 0.076 g
A36, A285, A516 150-250 | Average 152 0.020 0.025 0.030 0.038 0.051 0.064 0.076 )
250-350 | Difficult 137 0.020 0.025 0.030 0.038 0.051 0.064 0.076
High-Temp Alloy 140-220 | Difficult
Hastelloy B, Inconel 600 220-310 | Difficult
Stainless Steel 135-185 | Difficult 160 0.013 0.018 0.023 0.038 0.051 0.064 0.076
303, 416, 420 185-275 | Difficult 152 0.013 0.018 0.023 0.038 0.051 0.064 0.076 D
Stainless Steel PH 185-275 | Difficult 91 0.013 0.018 0.023 0.038 0.051 0.064 0.076
M 17-4 275-325 | Difficult 46 0.013 0.018 0.023 0.038 0.051 0.064 0.076 g
Tool Steel 150-200 | Difficult 175 0.020 0.025 0.030 0.038 0.051 0.064 0.076 ]
H-13, H21, A-4 200-250 | Difficult 152 0.020 0.025 0.030 0.038 0.051 0.064 0.076 %
Cast Iron 120- 150 Easy 206 0.020 0.030 0.038 0.051 0.076 0.102 0.127 %
Grey, Ductile, Nodular 150 - 200 Easy 191 0.020 0.030 0.038 0.051 0.076 0.102 0.127 @
200 - 220 Easy 175 0.020 0.030 0.038 0.051 0.076 0.102 0.127
220-260 | Average 152 0.020 0.030 0.038 0.051 0.076 0.102 0.127
260-320 | Average
Wrought Aluminum
6061 T6 180 Easy 305 0.038 0.051 0.064 0.076 0.102 0.127 0.152 E
Cast Aluminum** up to 10% silicon
Brass

NOTICE: Reduce feed and speed by 30% for tapered thread forms due to additional material removal
*Refer to recommended pass chart on page E: 53 when referencing material machinability

_‘
I
)
m
>
o
**Uncoated thread mills are recommended for cast aluminum applications %
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THREADING | Solid Carbide and Indexable Thread Mills

Recommended Cutting Data |

Imperial (inch)

Indexable | AccuThread® 856 | Neutral Rake
Recommended Feed (inch/tooth) by Cutter Diameter

3 flutes 5 flutes 6 flutes

Hardness Speed

ISO Material (BHN) Machinability** (SFMm) 1.000" - 1.499" 1.500" - 1.999" 2.000" - 2.750"

Free-Machining Steel 100 - 150 Easy 765 0.0013 0.0017 0.0021
1118, 1215, 12114, etc. 150 - 200 Easy 595 0.0013 0.0017 0.0021
200 - 250 Easy 425 0.0013 0.0017 0.0021
Low-Carbon Steel 85-125 Average 765 0.0013 0.0017 0.0021
1010, 1020, 1025, 1522, 1144 125-175 Average 595 0.0013 0.0017 0.0021
175-225 Average 510 0.0013 0.0017 0.0021
225-275 Average 425 0.0013 0.0017 0.0021
Medium-Carbon Steel 125-175 Average 490 0.0010 0.0013 0.0017
1010, 1040, 1050, 1527, 1140 175 - 225 Average 425 0.0010 0.0013 0.0017
225-275 Average 380 0.0010 0.0013 0.0017
275 - 325 Average 340 0.0010 0.0013 0.0017
Alloy Steel 125-175 Average 490 0.0010 0.0013 0.0017
4140, 5140, 8640 175 - 225 Average 425 0.0010 0.0013 0.0017
225-275 Average 380 0.0010 0.0013 0.0017
275 -325 Difficult 340 0.0010 0.0013 0.0017
325 - 375 Difficult 320 0.0010 0.0013 0.0017
High-Strength Alloy 225 - 300 Average 390 0.0010 0.0013 0.0017
4340, 4330V, 300M 300 - 350 Difficult 340 0.0010 0.0013 0.0017
350 - 400 Difficult 300 0.0010 0.0013 0.0017
Structural Steel 100 - 150 Average 510 0.0013 0.0017 0.0021
A36, A285, A516 150 - 250 Average 425 0.0013 0.0017 0.0021
250 - 350 Difficult 0.0013 0.0017 0.0021

High-Temp Alloy

140 - 220

Difficult

Hastelloy B, Inconel 600

220-310

Difficult

Stainless Steel 135-185 Difficult - - - -
303, 416, 420 185 - 275 Difficult - - - -
Stainless Steel PH 185 -275 Difficult - - - -
M 17-4 275-325 Difficult - - - -
Tool Steel 150 - 200 Difficult - - - -
H-13, H21, A-4 200 - 250 Difficult - - - -
Cast Iron 120- 150 Easy 575 0.0017 0.0026 0.0034
Grey, Ductile, Nodular 150 - 200 Easy 525 0.0017 0.0026 0.0034
200 - 220 Easy 490 0.0017 0.0026 0.0034
220 - 260 Average 425 0.0017 0.0026 0.0034

Wrought Aluminum

260 - 320

Average

6061 T6

180

Easy -

Cast Aluminum** up to 10% silicon

Brass

NOTICE: Reduce feed and speed by 30% for tapered thread forms due to additional material removal
*Refer to recommended pass chart on page E: 53 when referencing material machinability
**Uncoated thread mills are recommended for cast aluminum applications
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THREADING | Solid Carbide and Indexable Thread Mills .

Recommended Cutting Data | Metric (mm)

A
Indexable | AccuThread® 856 | Neutral Rake
Recommended Feed (mm/tooth) by Cutter Diameter ;Dg
=
3 flutes 5 flutes 6 flutes %
Hardness Speed 25.41mm - 38.10mm - 50.78mm -

ISO Material (BHN) Machinability** (M/min) 38.09mm 50.77mm 69.85mm
Free-Machining Steel 100 - 150 Easy 233 0.032 0.043 0.054
1118, 1215, 12114, etc. 150 - 200 Easy 181 0.032 0.043 0.054

200 - 250 Easy 129 0.032 0.043 0.054
Low-Carbon Steel 85-125 Average 233 0.032 0.043 0.054 B
1010, 1020, 1025, 1522, 1144 125-175 Average 181 0.032 0.043 0.054
175 -225 Average 156 0.032 0.043 0.054
225 -275 Average 129 0.032 0.043 0.054 3
Medium-Carbon Steel 125 - 175 Average 149 0.026 0.032 0.043 =
1010, 1040, 1050, 1527, 1140 175-225 Average 129 0.026 0.032 0.043 %
225-275 Average 116 0.026 0.032 0.043
275-325 Average 104 0.026 0.032 0.043
Alloy Steel 125 - 175 Average 149 0.026 0.032 0.043
4140, 5140, 8640 175 - 225 Average 129 0.026 0.032 0.043
225-275 Average 116 0.026 0.032 0.043
275 -325 Difficult 104 0.026 0.032 0.043 C
325 - 375 Difficult 97 0.026 0.032 0.043
High-Strength Alloy 225-300 Average 116 0.026 0.032 0.043
4340, 4330V, 300M 300 - 350 Difficult 104 0.026 0.032 0.043 =
350 - 400 Difficult 91 0.026 0.032 0.043 >
Structural Steel 100 - 150 Average 156 0.032 0.043 0.054 §
A36, A285, A516 150 - 250 Average 129 0.032 0.043 0.054 o
250 - 350 Difficult 0.032 0.043 0.054
High-Temp Alloy 140 - 220 Difficult
Hastelloy B, Inconel 600 220 - 310 Difficult
Stainless Steel 135 - 185 Difficult - - - -
303, 416, 420 185 - 275 Difficult - - - - D
Stainless Steel PH 185 - 275 Difficult - - - -

M 17-4 275-325 Difficult - - — — g
Tool Steel 150 - 200 Difficult - - - - =)
H-13, H21, A-4 200 - 250 Difficult - - - - =
Cast Iron 120 - 150 Easy 175 0.043 0.065 0.087 %
Grey, Ductile, Nodular 150 - 200 Easy 162 0.043 0.065 0.087 ®

200 - 220 Easy 149 0.043 0.065 0.087
220 - 260 Average 129 0.043 0.065 0.087
260 - 320 Average
Wrought Aluminum
6061 T6 180 Easy = = - = E
Cast Aluminum** up to 10% silicon — — — —
Brass

NOTICE: Reduce feed and speed by 30% for tapered thread forms due to additional material removal
*Refer to recommended pass chart on page E: 53 when referencing material machinability
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**Uncoated thread mills are recommended for cast aluminum applications o)
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