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Realized highly-efficient thread milling by multiple cutting edges! i
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Improvement of cutting accuracy by adoption of tool design focusing on sharpness
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Material Micro Grain Carbide
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New Sizes Unit (Size : mm / Retail Price : JPY)
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Code No. Thread Size Dia. Pitch Effective Length Type Neck Dia. | Neck Taper Angle| Shank Dia. | Overall Length | Number of Flutes | Thread Miling Size | Retail Price
06-00002-00100 M1 0.72 0.25 2.64 A 0.36 30° 4 45 4 M1 M1 9,000
06-00002-00120 M1.2 0.92 0.25 2.67 A 0.56 30° 4 45 4 M1.2 9,000
06-00002-00140 M1.4 1.05 0.3 3.18 A 0.62 30° 4 45 4 M1.4 9,000
06-00002-00160 M1.6 1.2 0.35 3.71 A 0.68 30° 4 45 4 M1.6 9,000
06-00002-00170 M1.7 1.3 0.35 3.71 A 0.78 30° 4 45 4 M1.7 M1.8 9,000
06-00002-00200 M2 1.5 0.4 5.02 B 0.89 12° 4 45 6 M2 M23| 15,000
06-00002-00250 M2.5 1.95 0.45 57 B 1.28 12° 4 45 6 M25 M26| 15,000
06-00002-00300 M3 2.36 0.5 6.3 B 1.63 12° 4 45 6 M3 15,000
06-00002-00400 M4 3.08 0.7 8.8 B 2.08 12° 6 60 6 M4 16,500
06-00002-00500 M5 3.97 0.8 10.1 B 2.86 12° 6 60 6 M5 16,500
06-00002-00600 M6 472 1 12.6 B 3.35 12° 6 60 6 M6 16,500
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Recommended Milling Conditions

Carbon Steels

B | MIY4X | AR | EvF | AUBHIR NS#ESR S50C

Thread Size | Thread Cutting Size Dia. Pitch Helical R MIFTE E&EH | XURE —FEY
Recommended Process | gpindle Speed Feed Feed per Tooth | Spindle Speed Feed Feed per Tooth | Spindle Speed Feed Feed per Tooth | Spindle Speed Feed Feed per Tooth

min” mm/min mm/tooth

X7 L X4 FaUEER T LES
Stainless Steels Titanium Alloy Aluminum Alloy

SUS304 Ti-6Al-4V A5052
BEH | XURE %Y | BEH | XURE %Y | BEH | XURE | R

min” mm/min mm/tooth min” mm/min mm/tooth min” mm/min mm/tooth

M1 M1 072 025 R0.155 | 7%7%7" 35000 600 | 0.004
M1 M1l 072 025 R0205 77777 35000 600 @ 0.004
M2 | M1.2 092 025 RO.155 7¥Z7Z7M 27,000 600 @ 0.005
M4 | M1.4 105 03 RO195 7¥7%Z7M 24000 600 0.006
M6 | M6 12 035 RO22 | 737%Z7M 21,000 600 | 0.007
M7 | M1.7 13 035 Ro22 7%7%7" 20000 600 0.007
M7 | M1.8 13 035 R027 | 7%7%Z7" 20000 600 @ 0.007
M2 M2 15 |04 Ro28 | F7=P7F 112000 600 @ 0.008
M2 M23 |15 04 | R043 | FZx72b 142000 600 | 0.008
M25 | M25 | 195 045 R0.305 “7¥%2F 1412000 600 @ 0.008
M25 | M26 | 195 045 R0.355 ¥7r72F |12000 600 | 0.008
M3 M3 236 05 R036 A7 #2F | 8000 600 @ 0.012
M4 M4 308 | 0.7 | RO5 g9=hvbh | 5700 400 | 0.012
M5 M5 397 08 R0555 F7Z%rbM 1 4000 400 0017
M6 M6 472 |1 rRo6s | F2xAvb | 3200 400 | 0.021

35,000 600 | 0.004 | 18,000 150 | 0.002 |45,000 1,000 | 0.006
35,000 600 @ 0.004 | 18,000 150 | 0.002 | 45,000 1,000 0.006
27,000 600 | 0.005 | 14,000 160 | 0.003 |35,000 1,000 | 0.007
24,000 600 @ 0.006 | 12,000 180 | 0.004 30,000 1,000 0.008
21,000 600 | 0.007 | 10,000 220 | 0.005 |26,000 1,000 | 0.01
20,000 600 @ 0.007 | 10,000 250 | 0.006 |24,000 1,000 0.01
20,000 600 | 0.007 | 10,000 250 | 0.006 |24,000 1,000 | 0.01
12,000 600  0.008 10,000 500 ' 0.008 20,000 1,200 0.01
12,000/ 600 | 0.008 | 10,000/ 500 | 0.008 |20,000 1,200 | 0.01
12,0000 600 | 0.008 | 10,000/ 500 | 0.008 16,000 1,200 0.012
12,000/ 600 | 0.008 | 10,000/ 500 | 0.008 | 16,000 1,200  0.012
8,000 600 | 0.012 | 8,000 500 | 0.01 10,000 1,200 0.02
5700/ 400 H0.012 | 4,600 350 | 0.013 | 7,000 800 | 0.019
4,000 400 | 0.017 | 3,200 350 @ 0.018 | 5,500 800 0.024
3,200 400 | 0.021 3,000/ 350 | 0.019 | 4,500 800 | 0.03
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Notes

% The above Recommended Milling Conditions is provided as a guide for cutting when the depth
of cut is divided into twice with water soluble cutting fluid.

*Recommend making pilot hole in advance by using drill, etc.

3 Depending on environment, adjustments of spindle speed based on feed per tooth, feed, number
of paths and cutting direction are needed.

% Helical R, 5H for M1.4 and under and 6H for more than M1.6, is a guideline for thread milling
and it is R value in the final cutting.

*When use helical R in the Recommended Milling Conditions, set pilot hole dia. for avoiding
interference between the area of under neck and pilot hole.

% Add zero-cut process in case completed thread left deflection angle.

3 Choose appropriate coolant for each working material.
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Processing method is down-cut in the figure below
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Selection of drill size to suit the tolerence Position to depth of
of minor diameter of internal thread and cutting point

drill pilot hole until necessary depth
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Consider the runout to select the drill.
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1 pitch per circle by helical milling
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s Make helical radius progressively bigger .
and adjust depth of cut. W‘t_"/ha‘
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Software for generating NC program Will be provided on NS web site.

IITEEH  Technical Data

FHYER(Ti-6A1-4V) M2 HRUIIT 250,775 6H (2B EE#S)

Titanum Alloy (Ti-6AI-4V) M2 Internal Thread Milling
ATE HHTEEARE!
I8 Maintainable for 6H precision by more than 250 holes !
Tool Size MMTM M2
) )
Work Material Ti-BAI-4V FIVEE
[EEE T (Ti:BAI:4V)
Spindle Speed 10,000min 250731 T
EDRE .
Feed 500mm/min
RLYrX
Thread Size M2x0.4
fRQAURE
Thread Length 4.8mm
TR ¢ 1.6 (FE 5.6mm)
Guide Hole Dia. @ 1.6(Depth5.6mm)
-3k KB HELHEHR
Coolant Water Soluble Cutting Fluid
T—5H4X
Work Size 950
TR 9®/ 1R
Time 9sec/1hole
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FAX.03-3763-2280 http://www.ns-tool.com
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1) When removing tools from cases, be careful of getting-out of tools and don't touch directly
the cutting edges.

2) Never touch the cutting edges directly with bare hand.

3) Use safety covers and eye protection, as tools may be broken.

4) Use holders, etc. that match the tools and nature of the processing operations.

The tool should be firmly attached to the holder to prevent shaking.

The work materials clamp firmly.

Make sure of dimensions of tools and work pieces before starting operation.

Itis necessary to adjust conditions according to the dimensions of work materials and the machine.

Select a cutting fluid appropriate to the particular usage. Using a non-water cutting

fluid could lead to fires due to sparks generated during processing or heat caused by

breakage. Ensure that you take proper fire-prevention measures.

9) If abnormal sound, etc. occurs during processing, stop the machine immediately.
10) Don't modify tools.
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Specifications may change without notice for improvement.



