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YOUR MAIN CHALLENGES

EFFICIENT OPERATION & CORRECTLY
FINISHED THREAD

1. CHOOSE YOUR THREADING METHOD 2. SELECT YOUR INSERT SHIM
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4.TOOL WEAR

Plastic deformation Rapid flank wear Edge chipping Insert breakage Built-up edge poor surface quality Poor chip control
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9. GENERAL ADVICE

*  (Check that the workpiece diameter is correct before your start your threading operation =
*  (Check the stability of your workpiece and tool 1'
e  Verity that correct insert shim is applied

*  Verily that the tool is at centre height

*  Verify that correct coolant is used (when build up edge occurs, do not use coolant)

e  Apply by preference modified flank infeed method

This overview represents the majority of cases. For specific situations in unfavorable circumstances or SE‘ :0 u
for specific threading operations, please contact your business partner at Seco. N



