MMTM

tﬂﬁu%ﬁ%?% Recommended Milling Conditions

FARY K-032

R HEE

= M Carbon Steels Stainless Steels Titanium Alloy Aluminum Alloy
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Size HLEE Process || SendeSeed | Fead | RedperBoth | SondkSped | Feed | Fed perfooth | SpndkSpead | Feed | el jerTecth | SpindkSped | Feed | RedperTeth
min | mm/min fmmtooth]  mir | mmémin [ mmaoeth]  min® | mmsmin fmmvtocth] min® | mmemin {mmdtosth
— M1 1 072 | 025 |RO.155 u%j.%t 350000 600 | 0.004 | 35000( 600 | 0.004 | 18000 150 [ 0002 | 450000 1,000 | 0006
M1 M1 | 072 | 025 |RO.205 Jf—i%t 350000 600 | 0.004 | 35000( 00 | 0.004 | 180001 150 [ 0002 | 450000 1,000 | 0006
M12 | M12 | 082 | 025 |RDIAS u%j.%t 270001 600 | 0.005 | #7000( 600 | 0.005 | 14000 160 [ 0003 | 350000 1,000 | 0007
— 1 M1.4 | M4 | 105 | 03 |ROI9S u%j.%t 240001 600 | 0.006 | 24000( 00 | 0.006 | 12000 180 [ 0004 | 30000) 1,000 | 0008
M1.6 | M6 | 12 035 | RO.22 Jf—i%t 20,0000 600 ) 0.007 [ 210001 €00 | 0007 | 10000 220 | 0005 | 260001 1,000 | 0.1
M17 | M7 | 13 035 |RO.22 u%j.%t 200001 600 | 0.007 | 20000| 600 | 0007 | 10000 250 | 0.006 | 240000 1,000 | 0.07
M1.7 | M8 | 13 035 |RO.27 u%j.%t 200000 600 ) 0007 [ 200001 €00 | 0007 | 10000 250 | 0006 | 240001 1,000 | 0.0
M2 | M2 15 04 |RO.28 Dmﬁm 120000 00 | 0.008 112000 600 | 0.008 | 10000) 500 | 0008 | 20000( 1,200 | 001
M2 | M2Z3 | 15 04 |RO43 Dﬂfﬁut 120000 &00 | 0.008 | 12000 600 | Q.008 | 10,000) 500 | 0.008 | 20000( 1200 | 001
M2.5 | M25 | 185 | 045 |RO305 Dmﬁm 120000 800 | 0.008 1120001 600 | 0008 [10000) 500 | 0008 | 16000( 1,200 | 0.012
M2.5 | M26 | 185 | 045 |RO355 Dmﬁm 120000 00 | 0.008 1120001 600 | 0.008 [10000) 500 | 0008 | 16000( 1,200 | 0012
M3 | M3 236 | 05 |RO36 Dﬂfﬁut 8000 600 (0.2 | 8000 600 | 0012 | 8000 500 | 001 |10000] 1,200 002
M4 |mé | 308 | 07 |ros [P I s700| 400 | 0012 | s7oof 400 | ooz | 4s00| 350 | omi3 | 7o00| 800 | 0019
M5 ms | 397 | o8 |rosss | P 4000| 400 | 0017 | 4000] 400 | o017 | 3z00| 30 | omia | sE00| 800 | 0024
Me | Mo 472 |1 RO.68 Dﬂfﬁut 3200( 400 [ 0.021 | 32000 400 | 0021 | 3000( 350 | 0019 | 4500] 800 ( 003
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I = iE # Software for generating NC program Will be provided on NS web site

Notes

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

¥ Recormmend making pilot hole in advance by using drill, etc.

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

¥ Helical R, SH for M1 4 and under and &Htor more than M16, isa guideline forthread milling and it
is Rvalueinthefinal cutting

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

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

¥ Choase appropriate coolant foreach working material
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