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Calculation of Rotational Velocity and Feed at the Cutting Edge P|tCh P* Thread Inserts & Toolholder Rotation Feed Direction Helix Method Drawing No.
. ' EXRH Counterclockwise Towards chuck Regular 1
0° [‘tp|] =1 o Right Hand External -
A o — EXLH Clockwise From chuck Reversed 2
R i i c IN RH Counterclockwise Towards chuck Regular 3
V1000 N - Rotational Velocity [R.PM] Feed tov\/a rdS = / Right Hand Internal 4 9
= — V - Cutting Speed [m/min] B \/C th ec h uc k [o) 2 25 IN LH Clockwise From chuck Reversed 4
mx D2 D2 - Toolholder Cutting Dia. [mm] ;7 — |2 [ S ) Left Hand External EXLH Clockwise Towards chuck Regular 5
/ 2 g :
\ = N X TT x D2 F1-Tool Feed Rate at the Cutting Edge [mm/min] I \ T O SpEC|a| | 2 5 EXRH Counterclockwise From chuck Reversed 6
1000 2-No. of Cutting Edges N \\ %/I / S d d ac TOO' hO|derS ’ Left Hand Internal INLH Clockwise Towards chuck Regular 7
Fi= Nxzxf f- Feed per Tooth per Rotation [mm/tooth] v h t|a naar | v 'E 9 : IN'RH Counterclockwise From chuck Reversed 8
) .
elix angle U ®
/ E 8 = ™ 3 External RH Thread External LH Thread
Calculation of Feed Rates at the Tool Center Line Lﬁ U I-E 8 =) ==
v L 3.5
c I 7 '
The equations define the relationship \ ’ +— (0’
£, Fix(Do-D2) £, FIX(0i+D2) between feed rates I % 6 - 4
= Do = Di at the cutting edge and at the bt
F2x Do FaxDi tool center line. \ ] (@) L 4.5
- _ . 0 H1 c
Do-D2 Di+D2 On most CNC machines the feed rate 1 5 Aﬂ | ; = 5 5
required for programming is that Vi o (@) _
of the center-line of the tool. When Standard toolholder angle + ®) - O
dealing with linear tool movement the c - 4
| feed rate at the cutting edge and the pOC ket an g | S 9 I -/ Internal RH Thread Internal LH Thread
‘ center line are identical. This is not the "d -l 3
i case with circular tool movement. ()] -B B 9
—
= © SN
| S ¢ 2 14 =
| = 4= R
* - - I
‘ L 3 . : )
0 Pitch diameter [mm] B=0°
(@)
Feed towards = : >~ >0 100 150 200 1.,
Thread Thread . o= |
F2 the tailstock S [ 18
VARGUS ™ ~ ) IS L 14 Thread Infeed Methods
GENius™ APP 8 L \ \\ i 1 1 Radial Infeed Flank Infeed (modified) Alternate Flank Infeed
Y Reversed + o 3 ~ e VARGUS
: K% — N \ GENius"
P ‘ y helix angle 8 B = 4 \\ | -/
VARGUS |Tool Selector and ¥ a8 'A'A'A B ¢ £ \ \\
VARGUS | Tool Selector and ) I— 5 ~ /\
GE&ENius" | CNC Program Generator SENiuSTM CNC Program Generator VARGUS % I \\ \ B 5 /3\ 1-3°
. ~ - 45 1
The most popular and advanced thread turning and GENILS" e = 6 \ ~J \
Vi \T thread m||||ng software on the market today. ) f H 1 ; \\ B 4 Radial infeed is the simplest and quickest Flank ihfeed is recommended in the Use of the alternate fllamk method i§
T ;\_%: ‘ ‘ ‘ \ ’| o ) o)) - 7 ~ method. ‘ 4 . following cases: o recommendgd espgoally in Iarge pitches
e S s Now available in 3 versions VARGUS | | VARGUS | | VARGUS 5 Anv' | -+ (= \ \ - 35 The feed is perpendicular to the turning * When the thread pitch is greater than 16 and for materials with long chips.
k: - i i c — \ axis, and both flanks of the insert perform tpi, using the radial method, the effective This method divides the load equally on
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an |e o N the cutting operation. cutting edge length is too large, resulting both flanks, resulting in equal wear along
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tool h 0] | d er -+ = \ B 3 Radial infeed is recommended in 3 cases: in chatter. the cutting edges. Alternate flank infeed
. ' . . 5 T 9 N N * When the pitch is smaller than 16 tpi * For TRAPEZ and ACME. The radial requires more complicated programming,
Introducing the world's most intelligent tool selector and CNC program generator. OCket an |€ — \ * For material with short chips method result in three cutting edges, and is not available on all lathes.
|
N ~ . N \\ * For work with hardened material making chip flow very difficult.
The New VARGUS GENius™ software features VARDEX's leading TT and TM GEN threading applications. o) 'g 10+ Sp@Clal Toolholders S L 0§
Offering the mgst populgr anld advanced thread turning and thread milling software on the market today. N () ) \ mvar US VARGUS Scandinavia als Tel: +45 8794 4100 www.vargus.dk
VARGUS GENius is an intelligent tool selector and CNC program generator. Vargus' TM Gen (Thread Milling Ii') _E — 11 N NEUMO Enronbens aroun Danmarksvej 28 , DK - 8660 Skanderborg | Fax: +45 8794 4155 | vargus@vargus.dk
Generator) guides you through a few simple steps to define the thread milling application and then providing Th d . I_H . d h . h - - 2.25 VARGUS Scandinavia a/s
all the information needed to complete your threading job - the best threading tool to use, the optimal ma- € aimension (CUtUﬂg € ge elg t) T 12 ~ VARDEX | GROOVeEX | SHAVIV
oc

chining data, and the actual G-code for all popular controllers. Vargus' TT Gen (Thread Turning Generator)
is a simple-to-use, PC-based software program which guides the user instantly to the recommended thread-
ing tools and cutting conditions for the job.

remains constant with every insert /
anvil combination.
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*For Multi-start threads, use the lead value instead of the pitch

Vargus - Setting the highest standards for quality in thread turning, thread milling and hand deburring for more than 50 years. Proudly
introducing the new GROOVEX line providing Innovative Grooving Solutions. Vargus is a world-leading manufacturer of high-quality
cutting and deburring tools for the metals and plastics industry.
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