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DIN371 Fig. 1

DIN376 Fig. 2
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Y25520300050 M3 0,50 56 5 35 2,7 25 1
Y25520400070 M4 | 0,70 63 7 4.5 34 33 1
Y25520500080 M5 | 0,80 70 ] 86,0 4.9 4,2 1
Y25520600100 MB | 1,00 80 10 86,0 4.9 5,0 1
Y25520800125 M8 1,25 90 12 8,0 6.2 6,8 1
Y25521000150 M10 | 1,50 | 100 14 10,0 | 8,0 8.5 1
Y25521200175 M12 | 1,75 110 168 8,0 7,0 10,2 2
Y25521400200 M14 | 2,00 | 110 18 11,0 S0 12,0 2
Y25521600200 M16 | 2,00 | 110 18 12,0 9,0 14,0 2
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HB < 250 HB < 250 Leghe Nichel
R < 850N/mm? R < 850 N/mm? R < 9S00 N/mm?
emulsione / olio olio olio
Ve n VF Ve n VF Ve n VF
10xd | mrt | 100% | 10xd | mind | 100% | 10xd | mnt | 100%
M3 3 050 156 |[18592 | 796,00 | 10 |1062 | 531,00 B 6837 | 319,00
M4 4 0,70 15 |1184 | 836,00 | 10 796 | 557,00 B 478 | 335,00
M5 15 0,80 185 955 | 764,00 | 10 6837 | 510,00 B 382 | 306,00
MB [S] 1,00 | 185 796 | 786,00 | 10 531 531,00 B 318 | 318,00
M8 8 1,25 | 186 597 | 746,00 | 10 398 | 498,00 5] 239 | 299,00
M10| 10 (1,80 | 15 478 | 717,00 10 318 | 477,00 S] 191 287,00
M2l 12 (1,75 | 15 398 | 697,00 | 10 265 | 464,00 5] 159 | 278,00
M14| 14 (2,00 15 341 | 68200 | 10 227 | 454,00 B8 136 | 272,00
MI1B8| 168 |2,00| 15 299 | 598,00 | 10 199 | 398,00 B8 119 | 238,00
[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 velocitda di taglio (Vc) del 20%

per profonditd di 2,0 x D ridurre la velocitd 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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X1, 5 x DR FEJRAR DI HI R (Ve) 1120%
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