
STANDARD STOCK SIZES
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.Al l  p ipe s izes l is ted in the
"Pipe Tap Size" and "Pipe
Entrance Size" columns are
standard industry sizes. Al l
pipes are sized by the nomi-
nal inside diameter.

Pipe Tap Size - The sizee
l isted in th is column provide
the necessary informat ion
whenever a pipe is to be
threaded into tanks, boi lers,
etc. To secure the best re-
sul ts,  the hole should be
reamed before tapping with
a reamer having a taper of
%" per toot.

Pipe Entrance Sizes - The
sizes l is ted in th is column
provide the necessary infor-
mation for any given pipe
size to have suff icient clear-
ance to pass through beams,
walls, bulkheads, etc.

OPERATING TIPS

SPEEDS-For efficient cutting, it is essential to operate the hole saw at the proper speed. Each size hole saw has a

recommended RpM for cutting specific materials. Operating at higher or lower speeds than those recommended will

shorten the life of the saw and produce very inefficient cutting. For questions regarding speeds or materials, please call

our order desk.

FEEDS-Sufficient feed pressure to take a chip must be applied. Variables in material, work configuration, etc. should

be considered. A rule of thumb is to apply 80-100 pounds per inch of hole saw diameter when sawing in metals.

Insufficient feed pressure will dull tooth points prematurely. Too much pressure can destroy teeth.

LUBRICANT-Cutting oil serves two purposes when sawing in metals. lt cools both the saw and the work and it removes

chips from the kerf. Cutting oil therefore reduces heat and abrasion which can shorten cutting life. An exception to this

rule is cast iron, which is cut dry.


