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Thread Mill Series for Metric, Miniature, and Unified Internal Threads
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For internal threading that alternate to taps
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For internal threading that alternate to taps
Reliable internal threading through cutting eliminates common tapping troubles

JXZREM  carbon Steel o -
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Lineup
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A full lineup of 3 series and 67 sizes meets diverse internal threading requirements.

Rz 5B RSN MIRCYAX
Model Photo Cutting edge shape Threading Size

A—MLRU (HRU) INTEHR Specialized for metric internal thread

; M1 ~ M6
\ \ %2 33 54X
Total 33 sizes

A—=MIRUHUBOHRUNI TEAZLY RV, BEINREMIITIHIRASE R OEN

Specialized for metric internal threads(New added recommended milling Conditions for Swiss-type CNC automatic lathe)

4 S0.1 ~ S1.4
% 2 13 42X
Total 13 sizes

ZZFa7R0 (BDRU) NIIER Specialized for miniature internal thread

MMTS

S=F17RUMRIBOHRUINTERALYRIIL

Specialized for miniature internal threads

I1=J74R0 (HRU) NIER Specialized for unify internal thread
No.0-80UNF

: ~ 1/4-28UNF
MMTU = Y, i

Total 21 sizes

1=J714RUMIBOHRUINTERALYRIIL

Specialized for unified internal threads

u ALY RIINDEER
Features of the Thread Mill
ALYRIUE, I3 =T IEONIDIHRIHEEE TRZESANS FRONECRUILETIEITS
TETY, AyJEtE&RUTMEROBIN TS SREDOXIY MHDFT,
A thread mill cuts internal threads by circular motion using helical interpolation. Compared with tapping,
it offers advantages such as easy re-machining in the event of tool breakage.
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Disadvantages

o BRI TNELIOTEENNEND. | @ HyT(-HATHITEEEAEL
FHER(CERDLEL . B IHE S ° ;é%‘afa){_lcp%?zﬁgébb? =
o tIHIEENES SHREN I FIEE 3
BHIRBDYI NTFREIBER

o tIN(TUIENESH
o HBUNMIIKERIFRITE o o
e Easy tool removal and re-machining even in the event |® Lower machining efficiency compared with tapping
of breakage, due to the smaller tool diameter than the |® Program creation is difficult
pilot hole 3
e Low cutting resistance allows high accuracy machining

e Smooth and easy chip evacuation Recommend to use NS original NC Program to save

e Good machining surface with no tearing time and effort
® IMERIETENGFIOTLEN EATEY
® NTEERNFL MEMITZITIRETIEMEITLED

® EENCATERUENRET D

e \When breakage occurs, the tool can become jammed,
increasing process steps due to the need for special
tools or EDM

e Incomplete threads may occur at the bottom of the hole

® JOJSLDIERNES

e High machining efficiency
e Simplified program creation

® M1,M2,M3,M4 SUS304 $HRUT

Internal threading
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Measurement with a limit plug gauge for internal threads
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M3 x 0.5-6H M4 x 0.7-6H
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Realize high precision internal threading

mAYTeDHFmEMIELEE (M2 SUS304)

Comparison of tool life and machining surface with taps

MMTM n:12,000min™,vf:600mm/min, EyF 0.4mm, Bx1UES 4.8mm

Pi\tch Effective thread length
AJAJL R RO.3(ae 0.12mm x 2), Y92 hvk
Helical R Down-cut
T n:500min*,vf:200mm/min, E¥F 0.4mm, B%1UES 5mm
Tap Pitch Effective thread length

2,000 7NN T T4
#kgehn T eTAg

Continuous internal threading is
possible even after 2000 holes

Ay || 26 IRBETHTE

Tap Breakage at 26 holes
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Machining surface
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Good machining surface With tearing
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; Recommended Milling Conditions
MUGEN COATING M-Thread Mill (for Internal Thread) Total 33 sizes 9
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Specialized for metric internal threads

¢g l 79:)0t>9ﬁ|”ﬂ]ﬁu%‘¢§%§ Recommended milling Conditions for machining center

Reliable internal threading through cutting eliminates common tapping troubles Thread P 2L RS 1558 FIE=LES
o T | el Ns | “ssoc “SUs304 oAV M as0ss
415 - s Tﬁgd U;Eer EvF | a2 | Y1Z lhdicalr 73'2175["?] = - . - . - . -
S R PEa : R A R e e AT e A P
= é@ Eﬁjﬁiﬁﬁf gFg \ DIE =28 flccess Speed | €4 | Tooth | Speed | Feed | Tooth | Speed | Fe€d | Tooth | Speed | F€€d | Tooth
P 7‘ h% he mm min” | mm/min |mm/tooth | min™ | mm/min |mm/tooth| min™ | mm/min | mm/tooth | min™ | mm/min | mm/tooth
ﬁ L ‘ M1 |R0.155 | 757221 20,000| 340 | 0.004 |20,000| 340 | 0.004 [18,000| 150 | 0.002 |20,000| 440 | 0.006
6157 ~ M1.1 | R0.205 | 2772 20,000 340 | 0.004 [20,000) 340 | 0.004 |18,000| 150 | 0.002 |20,000| 440 | 0.006
o UIHIEDF/EBRULIIRERAL. TN L. T s N o 264 | 025 | 072 | M1.2 |R0.255| 777721 /20,000| 340 | 0.004 [20,000| 340 | 0.004 |18,000| 150 | 0.002 |20,000| 440 | 0.006
. %BE:'__;’{ ?')wﬁﬁﬁ‘%bﬁﬁﬁ{g&;iﬁwa& ) %& ngﬂ : Djﬁ M2 | R0.655 | 572" 20,000| 340 | 0.004 |20,000| 340 | 0.004 [18,000| 150 | 0.002 |20,000| 440 | 0.006
e ;}g;gﬁ?ﬂ%ﬂ??éﬁ}b%ﬁ}%O\EJ;DBI"{ID IS % ) ‘ ° M2.2 | R0.755 | 737721 20,000] 340 | 0.004 [20,000| 340 | 0.004 |18,000| 150 | 0.002 |20,000| 440 | 0.006
® Improvement of cutting accuracy by adoption of tool design focusing on sharpness. ‘ M1 RO.155 735’33!\ 20,000 200 | 0.003 20,000 200 | 0.003 |16,000] 75 | 0.001 |20,000] 255 | 0.003
® MUGEN COATING realized long tool life. M1.1 | R0.205 | 727721 20,000) 200 | 0.003 [20,000] 200 | 0.003 [16,000| 75 | 0.001 |20,000| 255 | 0.003
° \r’;/:qeor:/;zeat;"t’r'}ftggl’ﬁg n:’:tlr:?s”;ﬁ:ﬁer:‘m'ggvt ;Zep‘ﬂ’gfi':‘ges can be easily M1 | 344 | 025 | 072 | M12 |R0.255| ;7% 20,000 200 | 0.003 [20,000| 200 | 0.003 [16,000] 75 | 0.001 |20,000] 255 | 0.003
X AT BRI EE L, M2 | R0.655 | ;772" 20,000| 200 | 0.003 [20,000| 200 | 0.003 [16,000| 75 | 0.001 |20,000| 255 | 0.003
% This product should be used in the forward rotation. M2.2 || R0.755 735’23!‘ 20,000 200 | 0.003 |20,000| 200 | 0.003 {16,000/ 75 | 0.001 |20,000| 255 | 0.003
WEIR Work Material - - M1 |R0.155 | 757%2F20,000| 125 | 0.002 |20,000| 125 | 0.002 [15000| 45 | 0.001 |20,000| 160 | 0.002
sz Pl asm Plowicios Plassuas Mlpeoiss N s Nl ws O Cutt%ﬁngﬁh;}g&fﬂute Cuttﬁﬁgj;:j;hi?g?ﬂute M1.1 | R0.205 | 727721 20,000) 125 | 0.002 [20,000| 125 | 0.002 |15,000| 45 | 0.001 |20,000| 160 | 0.002
Carbon Steel Alloy Steel  [Prehardened Steel | Stainless Steel  |Aluminium Alloy Copper Resin M1 ~ M1.7 M2 ~ M6 3.64 0.25 0.72 M1.2 ||R0.255 ngjgdtl\ 20,000| 125 | 0.002 |20,000| 125 | 0.002 |15,000 45 | 0.001 |20,000| 160 | 0.002
o o o o M2 | R0.655 | 772" 20,000| 125 | 0.002 |20,000| 125 | 0.002 [15000| 45 | 0.001 |20,000| 160 | 0.002
© 202643555 %Release in Mar. 2026, Unit (o L2 oo e < B8 M22 |R0.755 | 7377 |20,000] 125 | 0.002 |20,000| 125 | 0.002 [15000] 45 | 0.001 |20,000] 160 | 0.002
J—KNo. 220) (LVETE | (L)BE#RCERS | EvF wo | (D)SME | (QETE| (d)EE| (r)EA (v (ORE | T8 | s 112 JIro o] g ] s oo | o [gnoen]_ 0 | 6600 v i ] s [Anan] 6 Lok
Code No. Thread Size Unf:r:gl\‘lﬁck ThrEfafgCgSch Pitch w Dia. Neck Dia. | Neck Dia. Nei\l;];:per Shank Dia. Egs;rlll Nuirrrllste;of Retail Price 2.67 0.25 0.92 M2 R0.555 ngj chL/tI\ 20,000| 440 | 0.006 {20,000| 440 | 0.006 |14,000| 160 | 0.003 |20,000| 570 | 0.007
06-00002-00100 2.64 25 9.500 M2.2 | R0.655 | 727721 [20,000) 440 | 0.006 [20,000| 440 | 0.006 |14,000| 160 | 0.003 |20,000| 570 | 0.007
© 06-00002-001011 M1 314 3 025 | 0032 | 072 | 036 | 075 | 30° 4 45 4 | 9800 M1.2 | R0.155 | 727721 20,000) 260 | 0.003 [20,000| 260 | 0.003 |12,400| 80 | 0.002 |20,000| 330 | 0.004
& 06-00002-00102] 3.64 35 10,100 M1.2 | 347 | 025 | 092 | M2 |R0.555| 277" 20,000/ 260 | 0.003 |20,000] 260 |0.003 |12,400| 80 | 0.002 |20,000| 330 | 0.004
06-00002-00120 2.67 25 9,500 M2.2 | R0.655 | 737721 20,000) 260 | 0.003 [20,000| 260 | 0.003 |12,400| 80 | 0.002 |20,000| 330 | 0.004
4 06-00002-00121 M1.2 3.17 3 0.25 | 0.032 | 092 | 0.56 | 0.95 | 30° 4 45 4 9,800 M1.2 | R0.155 73;’33{ 20,000| 165 | 0.002 (20,000| 165 | 0.002 |11,700| 50 | 0.001 |20,000| 210 | 0.003
g - LD 2 3.67 3.5 10,100 367 | 025 | 092 | M2 |R0.555| 772 20,000 165 | 0.002 [20,000| 165 | 0.00211,700| 50 | 0.001 |20,000| 210 | 0.003
’% W14 2';2 26 03 10032 105 | 062 | 108 | 30° A 45 . % M2.2 | R0.655 | 727721 20,000) 165 | 0.002 [20,000| 165 | 0.002 |11,700| 50 | 0.001 |20,000| 210 | 0.003
© 06.00002-00122| ’ 4:38 4:2 ' ' ' ' ' W 318 | 03 1.05 | M1.4 |R0.195 TL‘,"F??C"U‘Q" 20,000| 500 | 0.006 [20,000| 500 | 0.006 |12,000| 180 | 0.004 |20,000| 665 | 0.008
T D 3.71 35 9:500 M14 | 378 | 03 | 1.05 | M14 |R0.195| 272 20,000] 300 | 0.004 [20,000] 300 |0.004 [10,700| 95 | 0.002 |20,000| 400 | 0.005
© 06.00002-00161]  M1.6 4.41 42 035 | 0041 | 12 | 068 | 123 | 30° 4 45 4 | 9800 438 | 03 | 1.05 | M14 |R0.195|27%M 20,000 200 | 0.003 |20,000] 200 |0.003 |10,000] 60 | 0.002 |20,000| 265 | 0.003
# 06-00002-00162 5.11 4.9 10,100 M1.6 |R0.22 | 7277 120,000] 570 |0.007 |20,000] 570 | 0.007 [10,000| 220 | 0.006 [20,000| 765 | 0.01
06-00002-00170 3.71 3.5 9,500 M1.7 |R0.27 | 727721 (20,000) 570 |0.007 |20,000| 570 | 0.007 [10,000| 220 | 0.006 [20,000| 765 | 0.01
# 06-00002-00171 M1.7 4.4 4.2 0.35 | 0.041 | 1.3 | 0.78 | 1.33 | 30° 4 45 4 9,800 M1.8 |R0.32 |727%21120,000| 570 | 0.007 |20,000| 570 | 0.007 [10,000| 220 | 0.006 [20,000| 765 | 0.01
¢ 06-00002-00172 5.1 4.9 10,100 37038 112 s [Roer T37Bak 120,000| 570 | 0.007 [20,000] 570 | 0.007 [10,000| 220 | 0.006 [20,000] 765 | 0.01
96-00002:00200) 5.02 4.8 i | 15800 M3 |Ro92 |757%2M120,000| 570 | 0.007 |20,000| 570 | 0.007 [10,000| 220 | 0.006 [20,000| 765 | 0.01
# 06-00002-00201] M2 6.62 6.4 04 |0036| 15 | 089 | - 12 4 45 6 | 16,300 TN
+ 06.00002-00202] S 5 TG00 | M35 |R1.17 | 57201 20,000) 570 | 0.007 |20,000] 570 | 0.007 [10,000| 220 | 0.006 |20,000| 765 | 0.01
06.00002-00250 5.7 54 15:800 M1.6 |R0.22 |%27%F[18,700| 330 | 0.004 [18,700| 330 | 0.004 | 8,900 120 | 0.003 |20,000| 440 | 0.006
© 06-00002-00251]  M2.5 75 70 045 | 0044 | 195 | 128 | - 12° 4 45 6 | 16300 M1.7 |R0.27 72771 [18,700| 330 | 0.004 [18,700| 330 | 0.004 | 8,900 120 | 0.003 |20,000| 440 | 0.006
# 06-00002-00252 9.3 9 16,800 wie | 441 | oss | 1o | M8 |RO.32 7o7mk 18,700| 330 | 0.004 [18,700| 330 | 0.004 | 8,900 120 | 0.003 |20,000| 440 | 0.006
06-00002-00300 6.3 6 15,800 M2.5 |R0.67 | 77771 [18700) 330 | 0.004 [18,700| 330 | 0.004 | 8,900 120 | 0.003 |20,000| 440 | 0.006
# 06-00002-00301 M3 9.3 9 0.5 |0.057 | 2.36 | 1.63 - 12° 4 45 6 16,300 M3 | R0.92 733_’7334‘ 18,700| 330 | 0.004 |18,700| 330 | 0.004 | 8,900| 120 | 0.003 |20,000| 440 | 0.006
* (G000 00508 12.3 12 16,800 M35 |R1.47 | 72772 [18,700| 330 | 0.004 [18,700] 330 | 0.004 | 8,900 120 | 0.003 [20,000| 440 | 0.006
06:00002-00400) 8.8 84 i 18,200 M1.6 |R0.22 |732%F[17,500) 215 | 0.003 [17,500| 215 | 0.003 | 8,300| 75 | 0.002 [19,000| 280 | 0.004
:% M4 ::2 12:2 07 |0.075) 3.08 ) 2.08 i 12 6 60 6 12:% M1.7 | R0.27 ’Z‘g’g‘g{ 17,500| 215 | 0.003 {17,500| 215 | 0.003 | 8,300 75 | 0.002 |19,000| 280 | 0.004
P 101 96 18,200 sa1 | o35 | 1p | M18 |RO32 Tomr 17,500 215 | 0.003 [17,500) 215 | 0.003 | 8,300 75 |0.002 |19,000| 280 | 0.004
& 06-00002-00501] M5 14.9 144 08 |009 | 397 | 286 | - 12° 6 60 6 | 18,800 M25 |R0.67 | 737720 117,500 215 | 0.003 [17,500| 215 | 0.003 | 8,300 75 | 0.002 |19,000| 280 | 0.004
@ 06-00002-00502 19.7 19.2 19,300 M3 |Ro92 |757%M 117,500 215 | 0.003 [17,500| 215 | 0.003 | 8,300| 75 | 0.002 |19,000| 280 | 0.004
06-00002-00600 12.6 12 18,200 M35 |R1.47 |7277F[17,500) 215 | 0.003 [17,500| 215 | 0.003 | 8,300 75 | 0.002 [19,000| 280 | 0.004
¢ 06-00002-00601 M6 18.6 18 1 0.12 472 | 3.35 - 12° 6 60 6 18,800
# 06-00002-00602 24.6 24 19,300
MMTM IR0 x BT R (2 DAL TR, X (1) BSEETT,
How to Order When you order, indicate MMTM Thread Sizex £ ,. X (7)is reference value.
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HIZHSER Recommended Milling Conditions HIZHSER Recommended Milling Conditions
S,= ~ o o o )=
77—/0"&/9@”15]#]%#%%5 Recommended milling Conditions for machining center 7‘/—)0t>9|ﬁ|”ﬂ]ﬁ“§#§%§ Recommended milling Conditions for machining center
9 9
RER4H 27U A FIEE PIWEZOLESR R ZRHE A7 A FIE TYINZZOLESR
T NSHEE Carbon Steels Stainless Steels Titanium Alloy Aluminium Alloy mT NSHEE Carbon Steels Stainless Steels Titanium Alloy Aluminium Alloy
. Al £ S50C SUS304 Ti-6Al-4V A5052 N 2 S50C SUS304 Ti-6Al-4V A5052
Y i e sg | 91X R M7t : : : : : : : Y BrEl wr | s | 91X | DaiR NIAE| . : :
Size L’:ﬁ;th Pitch Dia. mﬁfg meco. Elizsik ko | =D IEI%:%SI xoge | =D IEI%:%& ko | TR IEI%:%SI ko | TR Size LNeﬁSl(h Pitch Dia. m{ﬁﬁg mZﬁ%’g& Iiljiz%ﬂ oy | ED Iiljiz%ﬂ oy | TED Iiljiz%ﬂ o | IED Iiljizsiﬂ oy | IED
Process | e | Foc |FeEdpor| Spndle | “coqy” | Feodpar| Spindes | "recg” | Fatdpor| Spndle | ey | Feod o Process | e | Fec |Feesger| Sondle | “cogg” | Feodpar| Spinde " recq | Fassgor| Spndle | “cogg” | Feodpo
mm min” | mm/min |mm/tooth| min™ | mm/min |mm/tooth| min™ | mm/min |mm/tooth| min™ | mm/min | mm/tooth mm min” | mm/min |mm/tooth| min™ | mm/min |mm/tooth| min™ | mm/min |mm/tooth| min™ | mm/min | mm/tooth
M1.7 |Ro22 |’77%2F120,000] 600 | 0.008 [20,000] 600 | 0.008 [10,000| 250 | 0.006 |20,000| 830 | 0.01 M6 | R0.68 |J20-7M1 3200 | 400 |0.021 | 3,200 | 400 | 0.021 | 3,000 | 350 | 0.019 | 4,500 | 800 | 0.03
M1.8 |R0.27 | 77772k 120,000] 600 |0.008 |20,000] 600 | 0.008 [10,000| 250 | 0.006 |20,000| 830 | 0.01 M7 | R1.18 |3227M1 3200 | 400 | 0.021 | 3,200 | 400 |0.021 | 3,000 | 350 | 0.019 | 4,500 | 800 |0.03
3.7 0.35 1.3 M2.5 ||R0.62 Tb‘yﬁcjﬂ\ 20,000| 600 | 0.008 |20,000| 600 | 0.008 |10,000| 250 | 0.006 |20,000| 830 | 0.01 12.6 1 472 | M8 R1.68 g’fgﬁg,ﬁt 3,200 | 400 | 0.021 | 3,200 | 400 | 0.021 | 3,000 | 350 | 0.019 | 4,500 | 800 | 0.03
M3 R0.87 7352& 20,000| 600 | 0.008 |20,000| 600 | 0.008 |10,000| 250 | 0.006 |20,000| 830 | 0.01 M9 R2.18 gg\,ﬁ‘gﬁt 3,200 | 400 | 0.021 | 3,200 | 400 | 0.021 | 3,000 | 350 | 0.019 | 4,500 | 800 | 0.03
M3.5 ||[R1.12 733_"%# 20,000 600 | 0.008 [20,000| 600 | 0.008 |10,000| 250 | 0.006 |20,000| 830 | 0.01 M10 || R2.68 gg\,\\fn@‘gﬁt 3,200 | 400 | 0.021 | 3,200 | 400 | 0.021 | 3,000 | 350 | 0.019 | 4,500 | 800 | 0.03
M1.7 ||R0.22 78523!\ 17,800 | 330 | 0.005 |17,800| 330 | 0.005 | 8,900| 135 | 0.004 |19,000| 450 | 0.006 M6 R0.68 g;jvﬁ“égt 2,000 | 215 | 0.018 | 2,000 | 215 | 0.018 | 1,800 | 165 | 0.015 | 2,900 | 420 | 0.024
M1.8 |R0.27 7&)7_07334\ 17,800 | 330 | 0.005 |17,800| 330 | 0.005 | 8,900| 135 | 0.004 |19,000| 450 | 0.006 M7 R1.18 g;jm;/n?‘gﬁt 2,000 | 215 | 0.018 | 2,000 | 215 | 0.018 | 1,800 | 165 | 0.015 | 2,900 | 420 | 0.024
M1.7 | 441 | 035 | 13 | M25 |Ro.62 | 27721 [17,800| 330 | 0.005 [17,800| 330 |0.005 | 8,900 135 | 0.004 [19,000| 450 | 0.006 M6 186 | 1 472 | M8 | R168 |S227h 12000 | 215 | 0.018 | 2,000 | 215 | 0.018 | 1,800 | 165 | 0.015 [ 2900 | 420 | 0.024
M3 |Ro.87 |’;7%2F[17,800| 330 |0.005 [17,800| 330 | 0.005 | 8,900| 135 | 0.004 [19,000| 450 | 0.006 Mo | R2.18 |Z2Mh1 5000 | 215 |0.018 | 2,000 | 215 | 0.018 | 1,800 | 165 | 0.015 | 2,900 | 420 | 0.024
M3.5 |R1.12 | 777721 [17,800| 330 | 0.005 17,800 330 | 0.005 | 8,900 135 | 0.004 [19,000| 450 | 0.006 M10 || R2.68 |S0v2h| 2,000 | 215 | 0.018 | 2,000 | 215 |0.018 | 1,800 | 165 | 0.015 | 2,900 | 420 | 0.024
M1.7 ||R0.22 7&”5753!\ 16,700 | 215 | 0.003 |16,700| 215 | 0.003 | 8,300| 90 | 0.003 |18,000| 290 | 0.004 M6 R0.68 gf\;n’{‘g,ﬁt 1,800 | 105 | 0.01 1,800 | 105 | 0.01 1,600 80 | 0.008 | 2,500 | 210 | 0.014
M1.8 ||R0.27 TGJFZ?&'\ 16,700 | 215 | 0.003 |16,700| 215 | 0.003 | 8,300| 90 | 0.003 |18,000| 290 | 0.004 M7 R1.18 g;jm;’n?“éﬁt 1,800 | 105 | 0.01 1,800 | 105 | 0.01 1,600 80 | 0.008 | 2,500 | 210 | 0.014
5.11 0.35 1.3 M2.5 ||R0.62 7&,7_3?34\ 16,700 | 215 | 0.003 |16,700| 215 | 0.003 | 8,300| 90 | 0.003 |18,000| 290 | 0.004 24.6 1 472 | M8 R1.68 g;jw;/n?“éﬁt 1,800 | 105 | 0.01 1,800 | 105 | 0.01 1,600 80 | 0.008 | 2,500 | 210 | 0.014
M3 |Ro.87 |’77%F[16700] 215 | 0.003 |16,700| 215 | 0.003 | 8,300| 90 | 0.003 |18,000| 290 | 0.004 M9 | R2.18 |3227N1 1800 | 105 |0.01 | 1,800 | 105 |0.01 | 1,600 | 80 |0.008 |2500 | 210 |0.014
M3.5 |R1.12 |77%F[16,700| 215 | 0.003 |16,700| 215 | 0.003 | 8,300| 90 | 0.003 |18,000| 290 | 0.004 M10 || R2.68 |3227M| 1,800 | 105 |0.01 | 1,800 | 105 |0.01 | 1,600 | 80 |0.008 | 2500 | 210 | 0.014
502 | 04 s M2 |R0.28 |Z2vPM112,000| 600 | 0.008 [12,000| 600 | 0.008 10,000/ 500 | 0.008 |20,000| 1,200 | 0.01 1 iﬁﬁ(:ﬁu)bgﬁﬁﬁu‘g‘F;‘(}J[]Iﬁﬁ-j'((r;"a,\u
- CLTS %2 ATEBFIERER CTREAEN,
M2.3 |R0.43 |3smneut| 12,000 600 | 0.008 (12,000 600 | 0.008 |10,000| 500 | 0.008 |20,000| 1,200 | 0.01 %3 Q&Jjuzﬁm,gﬁwzI\%M$im_£/(_9(:tEﬁqﬂfa—"
EENZNIN X4 B, ABETHIEEERL. PliAdz 2 BICBITINTUESE0EERTY,
M2 6.62 04 15 M2 R0.28 Down-cut 10,200 | 260 | 0.004 |10,200| 260 | 0.004 | 8,500| 215 | 0.004 |17,000| 520 | 0.005 %5 MITIRBG O TR B U B - E0RE. )TZ@%&bbuIﬁE%%ﬁ%br(Ea\o
M2.3 | R0.43 [/)g(;jw/rer\}:ll:t 10,200| 260 | 0.004 [10,200| 260 | 0.004 | 8,500| 215 | 0.004 [17,000| 520 | 0.005 %6 /\'J7J}LR(3§M1.4J—X'F7J"SH\Msl‘fuJZTJ‘BH(?iEﬁE@JISZﬁ"&#H%’I)_UJJGUEZJUI;?:EFZU)U).EQ'C%D\?ﬁfﬁ%ﬁﬂi&%ﬁ@RﬂEfﬁo
D0 cu %7 SAERONDIREERTBHBAN, E FAILFIRAFBUBNGE FIEEREL TR,
8.22 04 15 M2 R0.28 Dovxﬂ\-éut 9,600 160 | 0.003 | 9,600 160 | 0.003 | 8,000| 130 | 0.003 | 16,000 320 | 0.003 %8 mbﬂ?#ﬁh‘r—}\%(zn‘%fr:i%é(i\I?J;HX(M1ﬁ~M6)’(‘J%&§iUH(CI¥D5§‘\thJWI}’EﬁDTQ’:EL\D
. . . S %9 M1INSM20OTE TR 27 LA - F7o a2 T ELTNTI3(E. COhy MeERLET .
M2.3 |R0.43 |J227h| 9600| 160 |0.003 | 9,600| 160 | 0.003 | 8,000 130 | 0.003 |16,000| 320 | 0.003 10 HIMICELID— 5 G,
K11 RV B(E J—3> hOfEhE CHERU TR,
M2.5 | R0.305 | Sk 12,000 600 | 0.008 12,000/ 600 | 0.008 |10,000| 500 | 0.008 | 16,000 1,200 | 0.013 "fotf 11 RVEDEINT I B, -5 bOIEHRBLUIOCT OYREICHIRERL TR
5.7 0.45 1.95 CED %1 Recommend making pilot hole in advance by using drill, etc.
M2.6 || R0.355 D'j”f”\t 12,000 600 | 0.008 | 12,000 600 | 0.008 |10,000| 500 | 0.008 | 16,000 1,200 | 0.013 2 This product should be used In the forward rotation. )
Q%VYr;jClli 3 Software for generating NC program is provided on NS web site.
>hy 4 Th hi diti ter-soluble fluid and depth of cut should b ted by two times.
M2.5 7.5 0.45 1.95 M25 |R0.305 I?;,)jwr;m;t 10100] 255 0.004 | 10,100 255 0.004 | 8400 210 0.004 | 13,500 510 | 0.006 %5 Adissitr::zr;\:glzngeldl‘ofr;Z:IS':t:(abZ;esggn feeeglp:'rlooti; nuomﬁzrng:sse:Zenpéja;?aihin%gvﬁrelgi?; according to the machining environment.
: . : : Shy %6 The helical R val ideline f hining 5H threads for si. to M1.4 and 6H thread ivalent to th tional JIS Class 2) f
M2.6 | R0.355 |55 et 10,100 255 | 0.004 | 10,100 | 255 | 0.004 | 8,400| 210 | 0.004 |13,500| 510 | 0.006 . e an‘;"’a“bi::’”fnz?Z:ré’:e'nfs":ﬁecgijje';"‘t??eﬁna,'::ibsiiﬁé_s'zebs upto - an reads (equivalent to the conventional . ass 2) for
M2.5 | R0.305 | J2%77h 9.500| 160 | 0.003 | 9,500| 160 | 0.003 | 7,900| 135 | 0.003 [12,700| 320 | 0.004 X5 ho tread shapo becoros spored, perorm a zeo-at regards of 1 1ol sivs (V- W) ot he workpiece matemt 1o\ Pt Mo
9.3 0.45 1.95 EYD 39 For achieving stable machining of carbon steels, stainless steels, and titanium alloys with M1 to M2 tools, the implementation of a zero-cut is recommended.
M2.6 || R0.355 va 2 l\t 9,500| 160 | 0.003 | 9,500| 160 | 0.003 | 7,900| 135 | 0.003 |12,700| 320 | 0.004 10 Choose appropriate coolant for each working material
o g . , g y g g g 0 d i worki ial.
O\A\/n fu %11 When machining deep areas, please exercwsegdue care regarding coolant delivery and chip evacuation.
EBMZNI
M3 R0.36 |gown-cut| 8,000 600 | 0.013 | 8,000| 600 | 0.013 | 8,000/ 500 | 0.01 10,000 1,200 | 0.02
63 | 05 | 236 | M4 |R0.86 |Soh| 8000| 600 | 0.013 | 8000 600 |0.013 | 8000 500 |0.01 |10,000| 1,200 | 0.02
EBMZNIS o — . .
M4.5 |R1.11 |52l 8,000 600 | 0.013 | 8,000/ 600 | 0.013 | 8000/ 500 |0.01 |10,000| 1,200 | 0.02 NCO'OJS AERY T M ttiR— AR—DICTERfRHR
M3 R0.36 gc?v;?gﬁt 5,200| 320 | 0.01 5,200| 320 | 0.010 | 5,200 270 | 0.009 | 6,500| 645 | 0.017 © Blmy7arIva - 8 X
ENZNIN TARa el
M3 9.3 0.5 236 | M4 R0.86 [;?j“\,,;alit 5,200| 320 | 0.01 5,200| 320 | 0.010 | 5,200 270 | 0.009 | 6,500| 645 | 0.017 !:0";__'”” = o i
M4.5 ||R1.11 Dow/n_zut 5,200| 320 | 0.01 5,200| 320 | 0.010 | 5,200 270 | 0.009 | 6,500| 645 | 0.017 ;u‘-m-a e ‘ e
EBNZNI :
M3 |R0.36 |Sme il 4,500 160 | 0.006 | 4,500| 160 | 0.006 | 4,500/ 130 | 0.005 | 5,600| 315 | 0.009 o maem o v
123 | 05 | 236 | M4 |R0.86 |S0-7h 4500| 160 |0.006 | 4,500/ 160 | 0.006 | 4,500 130 | 0.005 | 5600| 315 | 0.009 - e
i BReTm) ol N
M45 |R1.11 |So77h| 4500 160 | 0.006 | 4,500| 160 | 0.006 | 4,500| 130 | 0.005 | 5,600 315 | 0.009 - s o
oSk e e
8.8 0.7 3.08 | M4 R0.5 DP%_éut 5,700| 400 | 0.012 | 5,700| 400 | 0.012 | 4,600| 350 | 0.013 | 7,000| 800 | 0.019 e R e m-
M4 |13 0.7 308 | M4 |Ro5 (2R 3700 215 | 0.01 | 3,700 215 | 0.010 | 2,900| 165 | 0.009 | 4,500| 420 | 0.016 i) . 2 oo,
17.2 0.7 3.08 | M4 R0.5 [’i?ﬂggt 3,200| 105 | 0.005 | 3,200| 105 | 0.005 | 2,500| 80 | 0.005 | 3,900 210 | 0.009 SINChafingl oo [UMNER =1 Lo E::’""w.
S CEME HRKE - e e el
10.1 0.8 3.97 M5 R0.555 gg”f”\ 4,000f 400 | 0.017 | 4,000, 400 | 0.017 | 3,200| 350 | 0.018 | 5,500 800 | 0.024 NSRNEn] 8 e — \R=
Down-cut famec summ =LA > URL .
M5 |149 | 08 | 397 | M5 |R0.555|322Mh] 2600| 215 | 0.014 | 2600 215 | 0014 | 2,000 165 | 0.014 | 3500 420 | 0.02 e = T . https://www.ns-tool.com/ja/download/thread_nc_maker/
o o Tt %< - S c
19.7 0.8 397 | M5 |R0.555|2077M 2200 105 | 0.008 | 2,200/ 105 | 0.008 | 1,700/ 80 | 0.008 | 3,000 210 | 0.012 T XEFRIRY PN ESTHI, |
: . - 999 |pown-cut| % : ; : ; : ; : [l e () » XANCTOI S MERYININS 2T ARERDET,
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HIZHSER Recommended Milling Conditions HIZHSER Recommended Milling Conditions

Eﬂﬁﬁﬁ”ﬂ]ﬁ“%ﬁ?‘? ﬁ Recommended milling Conditions for Swiss-type CNC automatic lathe Eﬂﬁﬁﬁﬂ'ﬂ]ﬁﬂ%ﬁ?«? ﬁ Recommended milling Conditions for Swiss-type CNC automatic lathe
RER4H 27U A FIEE PIWEZOLESR R ZRHE A7 A FIE TYINZZOLESR
S BT Laene | S| W Teww | e - nr || TEEe | CHEi | gy | e
Tﬁgd Tt ey | a2 | B1Z lhcicalr ngT:TF?] . - = - = - = - Tﬁgd Under | E¥F | #ME | Y1Z lhdicalr 73'5175["?] = - = - = - = -
Size | Neok | Pitch | Dia. | THeed mended | SEE | gy | ~HRD| FUEEL | g | THID| BUEE [y | D] PR | gy | R0 Size | Neck | Pitch | Dia | THES mended | R |y | R0 | BURE |sxgyy | COKD| FUEEL | ey | TORD| FUEEL ||~
e Process | Spindle | o4 eed per | Spindle | .o 4 eed per | Spindle | .o 4 eed per | Spindle | .o 4 eed per e Process | Spindle | o4 eed per | Spindle | .4 eed per | Spindle | . 4 eed per | Spindle | .4 eed per
Speed Tooth | Speed Tooth | Speed Tooth | Speed Tooth Speed Tooth | Speed Tooth | Speed Tooth | Speed Tooth
mm min” | mm/min |mm/tooth| min™ | mm/min |mm/tooth| min™ | mm/min |mm/tooth| min™ | mm/min | mm/tooth mm min” | mm/min |mm/tooth| min™ | mm/min |mm/tooth| min™ | mm/min |mm/tooth| min™ | mm/min | mm/tooth
M1 |R0.155 | 77722 6,000 | 100 | 0.004 | 6,000 | 100 | 0.004 | 6,000 | 50 | 0.002 | 6,000 | 130 | 0.005 M1.7 |R0.22 |737%F 6,000 | 180 | 0.008 | 6,000 | 180 | 0.008 | 6,000 | 150 | 0.006 | 6,000 | 245 | 0.01
M1.1 |R0.205 | 272> | 6,000 | 100 | 0.004 | 6,000 | 100 | 0.004 [ 6,000 | 50 | 0.002 | 6,000 | 130 | 0.005 M1.8 |Ro.27 |727%F| 6,000 | 180 | 0.008 | 6,000 | 180 | 0.008 | 6,000 | 150 | 0.006 | 6,000 | 245 | 0.01
264 | 025 | 072 | M1.2 |R0.255|777%F| 6,000 | 100 | 0.004 | 6,000 | 100 | 0.004 | 6,000 | 50 | 0.002 | 6,000 | 130 |0.005 371 | 035 | 13 | M25 |R0.62 |777%2) | 6,000 | 180 | 0.008 | 6,000 | 180 | 0.008 | 6,000 | 150 | 0.006 | 6,000 | 245 | 0.01
M2 | R0.655 | 7777 6,000 | 100 | 0.004 | 6,000 | 100 | 0.004 | 6,000 | 50 |0.002 | 6,000 | 130 | 0.005 M3 |Ro87 |’57%") 6,000 | 180 | 0.008 | 6,000 | 180 | 0.008 | 6,000 | 150 | 0.006 | 6,000 | 245 | 0.01
M2.2 |R0.755 | 777%2F | 6,000 | 100 | 0.004 | 6,000 | 100 | 0.004 | 6,000 | 50 | 0.002 | 6,000 | 130 | 0.005 M3.5 |R1.12 |757%F| 6,000 | 180 | 0.008 | 6,000 | 180 | 0.008 | 6,000 | 150 | 0.006 | 6,000 | 245 | 0.01
M1 |R0.155 | 7777 6,000 | 60 |0.003 | 6,000 | 60 | 0.003 | 6,000 | 25 |0.001|6000| 75 |0.003 M1.7 |R022 |727%F | 6,000 | 110 | 0.005 | 6,000 | 110 | 0.005 | 6,000 | 90 | 0.004 | 6,000 | 140 | 0.006
M1.1 | R0.205 | 777%2F | 6,000 | 60 | 0.003 | 6,000 | 60 | 0.003 | 6,000 | 25 | 0001|6000 75 |0.003 M1.8 |R0.27 |727%F | 6,000 | 110 | 0.005 | 6,000 | 110 | 0.005 | 6,000 | 90 | 0.004 | 6,000 | 140 | 0.006
M1 3.14 0.25 0.72 M1.2 || R0.255 Tbjg?gdth 6,000 60 | 0.003 | 6,000 60 | 0.003 | 6,000 25 | 0.001 | 6,000 75 | 0.003 M1.7 4.41 0.35 1.3 M2.5 || R0.62 7[4,}32&'\ 6,000 | 110 | 0.005 | 6,000 | 110 | 0.005 | 6,000 90 | 0.004 | 6,000 | 140 | 0.006
M2 | R0.655 | 777" 6,000 | 60 |0.003 | 6,000 | 60 | 0003|6000 | 25 |0.001|6000| 75 |0.003 M3 |R0.87 |’57%2"| 6,000 | 110 | 0.005 | 6,000 | 110 | 0.005 [ 6,000 | 90 | 0.004 | 6,000 | 140 | 0.006
M2.2 |R0.755| 27221 6,000 | 60 | 0003|6000 60 |0.003|6,000| 25 | 0001|6000 | 75 |0003 M3.5 |R1.12 |77772M| 6,000 | 110 | 0.005 | 6,000 | 110 | 0.005 | 6,000 | 90 | 0.004 | 6,000 | 140 | 0.006
M1 |R0.155 | 77770 6,000 | 35 | 0.001 | 6,000 | 35 | 0001|6000 | 15 | 0001|6000 40 |0.002 M1.7 |Ro22 |727%F 6000 | 75 | 0.003 6,000 | 75 |0.003 | 6,000 | 60 | 0003|6000 95 |0.004
M1.1 |R0.205 | 737%>F | 6,000 | 35 | 0.001 | 6,000 | 35 | 0001|6000 | 15 |0.001|6000| 40 |0.002 M1.8 |R027 |277F 6000 | 75 |0.003 |6,000| 75 |0.003|6,000| 60 |0003|6000| 95 | 0.004
364 | 025 | 072 | M1.2 |R0.255| 27%F| 6000 | 35 | 0.001|6,000 35 |0001|6000| 15 |0001 6000 40 |0.002 511 | 035 | 1.3 | M25 |Ro.62 |07%F 6000 75 |0.003|6,000| 75 | 0003|6000 | 60 |0.003|6000| 95 |0.004
M2 | R0.655 | 7777 6,000 | 35 |0.001|6,000| 35 |0001|6000| 15 |0.001|6000| 40 |0.002 M3 |Ro.87 |’57%"| 6,000 | 75 | 0003|6000 | 75 |0.003|6000| 60 |0.003|6000| 95 |0.004
M2.2 |R0.755 | 77772k | 6,000 | 35 | 0.001 | 6,000 | 35 | 0001|6000 | 15 | 0001|6000 | 40 |0.002 M3.5 |R1.12 |%07%F | 6000 | 75 |0.003 | 6,000 | 75 |0.003 | 6,000 | 60 |0.003|6000| 95 |0.004
M1.2 |R0.155 | 27221 6,000 | 130 | 0.005 | 6,000 | 130 | 0.005 | 6,000 | 65 | 0.003 | 6,000 | 170 |0.007 502 | o4 .5 | M2 |RO.28 gohk | 6,000 | 300 | 0.008 | 6,000 | 300 | 0.008 | 6,000 | 300 | 0.008 | 6,000 | 360 |0.01
267 | 025 | 092 | M2 |R0.555| 777721 6000 | 130 | 0.005 | 6,000 | 130 |0.005 | 6,000 | 65 |0.003 | 6,000 | 170 | 0.007 ' ' ' M2.3 |R0.43 |Z9Mh1 6000 | 300 | 0.008 | 6,000 | 300 | 0.008 | 6,000 | 300 |0.008 | 6,000 | 360 | 0.01
M2.2 | R0.655 | 77772 | 6,000 | 130 | 0.005 | 6,000 | 130 | 0.005 | 6,000 | 65 | 0.003 | 6,000 | 170 | 0.007 2 o2 | oa | 15 | M2 |RO28 Go=mvk | 6,000 | 150 | 0.004 | 6,000 | 150 | 0.004 | 6,000 | 150 | 0.004 | 6,000 | 180 | 0.005
M1.2 |R0.155 | 77772 6,000 | 75 | 0.003 | 6,000 | 75 | 0.003 | 6,000 | 35 | 0001|6000 | 95 | 0.004 ’ ' ' M2.3 |R0.43 |32-7h] 6,000 | 150 | 0.004 | 6,000 | 150 | 0.004 | 6,000 | 150 | 0.004 | 6,000 | 180 | 0.005
M1.2 | 347 | 025 | 092 | M2 |R0.555| 27| 6000 | 75 |0.003 | 6,000 75 |0.003|6000| 35 | 0001|6000 95 |0.004 822 | o4 .5 | M2 |RO28 Zo=huh | 6,000 | 100 | 0.003 | 6,000 | 100 | 0.003 | 6,000 | 95 | 0.003 | 6,000 | 120 | 0.003
M2.2 |R0.655 | 77772 6,000 | 75 | 0.003 | 6,000 | 75 |0.003 | 6,000 | 35 | 0001|6000 95 |0.004 ’ ' ' M2.3 |R0.43 |Z2-7h] 6,000 | 100 | 0.003 | 6,000 | 100 | 0.003 | 6,000 | 95 | 0.003 |6,000 | 120 | 0.003
M1.2 |R0.155 | 27221 6,000 | 50 | 0002|6000 50 |0.0026,000| 25 | 0001|6000 | 60 |0003 57 o4s | 195 | M25 |R0305 govmh 1 6,000 | 300 | 0.008 | 6,000 | 300 |0.008 | 6,000 | 300 | 0.008 | 6,000 | 450 | 0.013
367 | 025 | 092 | M2 |R0.555| 7772 6,000 | 50 | 0.002 | 6,000 | 50 | 0002|6000 | 25 |0.001|6000| 60 |0.003 ' ' ' M2.6 |R0.355 |[22-7”M| 6,000 | 300 |0.008 | 6,000 | 300 | 0.008 | 6,000 | 300 | 0.008 | 6,000 | 450 | 0.013
M2.2 |R0.655 | 7777 6,000 | 50 |0.002 | 6,000 | 50 | 0002|6000 | 25 |0.001|6000| 60 |0.003 wzs | 75 | o4s | 105 |_MZS |R0305 GOk | 6,000 | 150 | 0.004 | 6,000 | 150 | 0.004 | 6,000 | 150 | 0.004 | 6,000 | 225 | 0.006
318 | 0.3 1.05 | M14 |R0.195| 737 6,000 | 150 | 0.006 | 6,000 | 150 | 0.006 | 6,000 | 90 | 0.004 | 6,000 | 200 | 0.008 ' ' ' ' M2.6 |R0.355 | 52-7h1 6,000 | 150 | 0.004 | 6,000 | 150 | 0.004 | 6,000 | 150 | 0.004 | 6,000 | 225 | 0.006
M14 | 378 | 03 | 1.05 | M1.4 |R0.195 27%F 6000 | 90 | 0.004 | 6,000 | 90 |0.004 | 6,000 | 50 |0.002 | 6,000 | 120 | 0.005 03 | o4s | 105 | M25 |RO.305 Zo=muh | 6,000 | 100 | 0.003 | 6,000 | 100 | 0.003 | 6,000 | 100 | 0.003 | 6,000 | 150 | 0.004
438 | 0.3 1.05 | M14 |R0.195| 7377 6,000 | 60 | 0.003|6000| 60 |0.003|6000| 35 |0.001|6000 80 |0.003 ' ' ' M2.6 |R0.355 |220-7M1 6,000 | 100 |0.003 | 6,000 | 100 | 0.003 | 6,000 | 100 | 0.003 | 6,000 | 150 | 0.004
M1.6 |R0.22 |777%2F | 6,000 | 170 | 0.007 | 6,000 | 170 | 0.007 | 6,000 | 130 | 0.005 | 6,000 | 230 | 0.01 M3 |R0.36 |0k 6,000 | 450 | 0.013 | 6,000 | 450 | 0.013 | 6,000 | 375 |0.01 | 6,000 | 720 | 0.02
M1.7 |R0.27 | 77772k 6,000 | 170 |0.007 | 6,000 | 170 | 0.007 | 6,000 | 130 | 0.005 | 6,000 | 230 | 0.01 6.3 0.5 236 | M4 |R0.86 |Jo.”h| 6,000 | 450 | 0.013 | 6,000 | 450 | 0.013 | 6,000 | 375 | 0.01 | 6,000 | 720 |0.02
571 | o35 | 1 | M8 |RO32 T57%t | 6,000 | 170 | 0.007 | 6,000 | 170 | 0.007 | 6,000 | 130 | 0.005 | 6,000 | 230 | 0.01 M45 |R1.11 | 52-7h1 6,000 | 450 |0.013 | 6,000 | 450 | 0.013 [ 6,000 | 375 | 0.01 | 6,000 | 720 | 0.02
M2.5 |R0.67 |’77%2F 1 6,000 | 170 | 0.007 | 6,000 | 170 | 0.007 | 6,000 | 130 | 0.005 | 6,000 | 230 | 0.01 M3 |R0.36 |J207h1 5200 | 285 | 0.009 | 5,200 | 285 |0.009 | 5,200 | 235 | 0.008 | 6,000 | 450 | 0.013
M3 |Ro92 |’77%F 1 6,000 | 170 |0.007 | 6,000 | 170 | 0.007 | 6,000 | 130 | 0.005 | 6,000 | 230 | 0.01 M3 93 | 05 | 236 | M4 |R0.86 |go0Ph 5200 | 285 | 0.009 | 5200 | 285 |0.009 | 5200 | 235 | 0.008 | 6,000 | 450 | 0.013
M35 |R1.17 | 7772201 6,000 | 170 | 0.007 | 6,000 | 170 | 0.007 | 6,000 | 130 | 0.005 | 6,000 | 230 | 0.01 M45 |R1.11 | Z2701 5200 | 285 |0.009 | 5200 | 285 | 0.009 | 5200 | 235 | 0.008 | 6,000 | 450 | 0.013
M1.6 |R0.22 |777%F | 6,000 | 105 | 0.004 | 6,000 | 105 | 0.004 | 6,000 | 80 | 0.003 | 6,000 | 130 | 0.005 M3 ||R0.36 |J207”h| 4,500 | 160 | 0.006 | 4,500 | 160 | 0.006 | 4,500 | 130 | 0.005 | 5,600 | 255 | 0.008
M1.7 |R027 |777%2F | 6,000 | 105 | 0.004 | 6,000 | 105 | 0.004 | 6,000 | 80 | 0.003 | 6,000 | 130 | 0.005 123 0.5 236 | M4 |R0.86 |Jo-””h| 4500 | 160 | 0.006 | 4,500 | 160 | 0.006 | 4,500 | 130 | 0.005 | 5,600 | 255 | 0.008
wie | aa1 | o35 | 12 | M8 |RO32 T57%h | 6,000 | 105 | 0.004 | 6,000 | 105 | 0.004 | 6,000 | 80 | 0.003 | 6,000 | 130 | 0.005 M45 |R1.11 | Z27h1 4500 | 160 | 0.006 | 4,500 | 160 | 0.006 | 4,500 | 130 | 0.005 | 5,600 | 255 | 0.008
' ' ' ' M2.5 |R0.67 |’77%F 1 6,000 | 105 | 0.004 | 6,000 | 105 | 0.004 | 6,000 | 80 | 0.003 | 6,000 | 130 | 0.005 88 | 0.7 3.08 | M4 |R05 |Z2Ph15700 | 400 | 0.012 | 5,700 | 400 |0.012 | 4,600 | 350 | 0.013 | 6,000 | 685 | 0.019
M3 |Ro92 |777%F 1 6,000 | 105 | 0.004 | 6,000 | 105 | 0.004 | 6,000 | 80 |0.003 | 6,000 | 130 | 0.005 M4 |13 0.7 3.08 | M4 |RO5 |Z2Ph13700 | 215 | 001 |3,700| 215 |0.01 | 2,900 | 165 | 0.009 | 4,500 | 365 | 0.014
M35 |R1.17 |777%F ] 6,000 | 105 | 0.004 | 6,000 | 105 | 0.004 | 6,000 | 80 | 0.003 | 6,000 | 130 | 0.005 17.2 0.7 308 | M4 |R05 [Z2PM13200 | 105 | 0.005 | 3,200 | 105 | 0.005 | 2,500 | 80 | 0.005 | 3,900 | 175 | 0.007
M1.6 |R022 |732%2F 6,000 | 70 |0.003 | 6,000 | 70 | 0.003 | 6,000 | 50 | 0002|6000 85 |0.004 10.1 0.8 397 | M5 |R0.555|Z07M1 4,000 | 400 | 0.017 | 4,000 | 400 | 0.017 | 3,200 | 350 | 0.018 | 5500 | 800 | 0.024
M1.7 |Ro27 7777t 6,000 | 70 | 0.003 | 6,000 | 70 | 0003|6000 | 50 | 0002|6000 85 |0.004 M5 | 14.9 0.8 397 | M5 | R0.555 |50k 2,600 | 215 | 0.014 | 2,600 | 215 | 0.014 | 2,000 | 165 | 0.014 | 3,500 | 420 | 0.02
st | oss | 12 | M8 |RO32 Tomt | 6,000 | 70 | 0.003 | 6,000 | 70 | 0003 | 6,000 | 50 | 0.002 | 6,000 | 85 |0.004 19.7 0.8 397 | M5 | R0.555|507”h | 2200 | 105 | 0.008 | 2,200 | 105 | 0.008 | 1,700 | 80 | 0.008 | 3,000 | 205 | 0.011
' ' ' M2.5 |R0.67 |’77%2"| 6,000 | 70 |0.003 | 6,000 | 70 | 0.003 | 6,000 50 | 0.002 | 6,000 | 85 | 0.004
M3 |Ro92 |77%F 16000 70 |0.003|6000| 70 | 0003|6000 | 50 |0.002)|6000| 85 |0.004
M35 |R1.17 |777%F ] 6,000 | 70 | 0.003 | 6,000 | 70 | 0.003 | 6,000 | 50 | 0002|6000 85 | 0.004
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List of thread sizes

K% 27U Fo AR FNIZOLESR
T NSHEE Carbon Steels Stainless Steels Tltgnlum Alloy Aluminium Alloy
I %;Ef PoF sz | 917 ﬁggl’s ﬂﬂI?‘J’E’J S50C SUS304 Ti-6Al-4V A5052
Thread : f R 5 = — 73 = — 73 = — 73 = — 73
size FIEEEES Speed | T4 | Tooth | Speed | T4 | Tooth | Speed | T84 | Tooth | Speed | Fe€d | Tooth
mm min" | mm/min [mm/tooth| min” | mm/min |mm/tooth| min” | mm/min |[mm/tooth| min™ | mm/min | mm/tooth
M6 | RO.68 |pov k] 3,200 | 400 | 0.021 | 3,200 | 400 | 0.021 | 3,000 | 350 | 0.019 | 4,500 | 800 |0.03
M7 | R1.18 |Z27h] 3200 | 400 | 0.021 | 3,200 | 400 | 0.021 | 3,000 | 350 | 0.019 | 4,500 | 800 |0.03
126 | 1 472 | M8 | R1.68 |Jo”h] 3200 | 400 | 0.021 | 3200 | 400 | 0.021 | 3,000 | 350 | 0.019 | 4,500 | 800 |0.03
Mo | R2.18 |J2-7h1 3200 | 400 |0.021 | 3,200 | 400 | 0.021 | 3,000 | 350 | 0.019 | 4,500 | 800 | 0.03
M10 || R2.68 |Sov?2h| 3,200 | 400 |0.021 | 3,200 | 400 |0.021 | 3,000 | 350 | 0.019 | 4,500 | 800 | 0.03
M6 | RO.68 |soe2h| 2,000 | 215 | 0018 | 2000 | 215 | 0.018 | 1,800 | 165 | 0.015 | 2,900 | 420 | 0.024
M7 | R1.18 |Z27h] 2,000 | 215 | 0.018 | 2,000 | 215 | 0.018 | 1,800 | 165 | 0.015 | 2,900 | 420 | 0.024
M6 186 | 1 472 | M8 | R1.68 |50k 2,000 | 215 | 0018 | 2000 | 215 | 0.018 | 1,800 | 165 | 0.015 | 2,900 | 420 | 0.024
Mo | R218 |Z27h) 2,000 | 215 | 0.018 | 2,000 | 215 | 0.018 | 1,800 | 165 | 0.015 | 2,900 | 420 | 0.024
M10 | R2.68 | 527N 2000 | 215 | 0.018 | 2,000 | 215 |0.018 | 1,800 | 165 | 0.015 | 2,900 | 420 | 0.024
M6 | R0.68 |oo72h| 1,800 | 105 [0.01 |1.800 | 105 |0.01 | 1,600 | 80 |0.008 | 2,500 | 205 |0.014
M7 | R1.18 |J227h1 1,800 | 105 |0.01 |1.800 | 105 | 0.01 | 1,600 | 80 | 0.008 | 2,500 | 205 | 0.014
246 | 1 472 | M8 | R1.68 |50k 1,800 | 105 |0.01 | 1800 | 105 |0.01 |1,600| 80 |0.008 | 2500 | 205 |0.014
Mo | R218 |J27h) 1,800 | 105 | 001 | 1800 | 105 |0.01 |1,600 | 80 |0.008 | 2500 | 205 |0.014
M10 | R2:68 |Jov k] 1,800 | 105 |0.01 | 1,800 | 105 | 0.01 | 1,600 | 80 |0.008 | 2,500 | 205 | 0.014
%1 FRICRILEZRVT, FrUITZToTUZEN,
%2 ATEQJIEEER TTERIZEN,
%3 AUIHIRAHE, KEEELIEZEAL. thiAdz 2 BICOITINTUHEE0ERTY.
%4 MIITERRCS0OT—RXDERICULEEREY - IXOIRE, /CREEEHNT 5% FHEEL THEEW,
%5 AUBJLREML4LITFASHM1.6_EA6H (RERDIIS2HRIBY) DRUEN T3 3 DER TH). RILIAHFFORIETT,
%6 RIRONINIREEAIBIHEE B FEE F 7N TFSLRVESR TR ZRTEL T2V,
%7 RUIRDT -/ VRIS &G TEYAX(M1~M6) PIRHIF(CBINS T COAY MefTo TIEEL,
%8 MINBM20TE TR 27U - F52aREREVTINT I3 COhy MR LEY,
%9 WHIMSBUIY -5 Me IR,
" = 10 SRVEBDEINT I BER(E. 7— 5> hOISIBLUTIDCT DHEEICH P ERL TSI,
Notes %1 Recommend making pilot hole in advance by using drill, etc.
%2 This product should be used in the forward rotation.
%3 These machining conditions use water-soluble fluid and depth of cut should be separated by two times.
%4  Adjust the spindle speed, feed rate (based on feed per tooth), number of passes, and machining direction according to the machining environment.
%5 The helical R value serves as a guideline for machining 5H threads for sizes up to M1.4 and 6H threads (equivalent to the conventional JIS Class 2)
for sizes M1.6 and above, and represents the R value at the final finishing.
%6 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.
%7 If the thread shape becomes tapered, perform a zero-cut regardless of the tool size (M1— M6) or the workpiece material.
%8 For achieving stable machining of carbon steels, stainless steels, and titanium alloys with M1 to M2 tools, the implementation of a zero-cut is recommended.
%9 Choose appropriate coolant for each working material.

%10 When machining deep areas, please exercise due care regarding coolant delivery and chip evacuation.

10

MIRAL MMTM MM
Thread Type Thread Size
RUB1X Ev¥
Thread Size Bitch M1 M1.2 M1.4 M1.6 M1.7 M2 M2.5 M3 M4 M5 M6
i =]
Coarse thread 0.25
M1 e .
Fine thread '
i =]
M1.1 Coarse thread 0.25 O
) HE
Fine thread 0.2
i =]
Coarse thread 0.25 O O
M1.2
Fine thread '
hid=]
M1.4 Coarse thread 0.3 O
Fine thread '
i =|
Coarse thread 0.35 O
M1.6 s
Fine thread 0.2
M1.7 18 0.35 O O
' Coarse thread '
i =|
Coarse thread 0.35 O O
M1.8 prTE
Fine thread 0.2
i =|
M2 Coarse thread 0.4 O
#E
Fine thread 0.25 O O
pin=|
Coarse thread 0.45
M2.2 TS
Fine thread 0.25 O O
pin=|
M2.3 Coarse thread 0.4 O
pin=|
Coarse thread 0.45 O
M2.5 TS
Fine thread 0.35 O O
pin=|
M2.6 Coarse thread 0.45 O
e 0.5 O
M3 Coarse thread '
=]
Fine thread 0.35 O O
=]
Coarse thread 0.6
M3.5 TS
Fine thread 0.35 O O
Nid=)
Coarse thread 0.7 O
Fine thread '
i =|
Coarse thread 0.75
M4.5 pror=
Fine thread 0.5 O
i =|
Coarse thread 0.8 O
M3 = 05
Fine thread '
i =|
Coarse thread 1 O
Me s 0.75
Fine thread '
i =]
Coarse thread 1 O
" g 0.75
Fine thread '
i =|
Coarse thread 1.25
HHE
M8 Fine thread 1 O
HHE
Fine thread 0.75
pin=|
Coarse thread 1.25
=]
M9 Fine thread 1 O
HE
Fine thread 0.75
=]
Coarse thread 1.5
iIE]
Fine thread 1.25
M10 TS
Fine thread 1 O
B
Fine thread 0.75
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MMTS Thvoading See 501 ~ S1.4 MMTS

W|IBI—-F1>Y I1I0RCYTIDTE(HRLA) £ 13 94X YLt ES

MUGEN COATING Micro Thread Cutting Tool (for Internal Thread) Recommended Milling Conditions

Total 13 sizes

ZZFA7RUABODRUIN T E ALY RV
EIEITROODRCHINT | AyTERRO ST )L %z Bk

sdfl)
h5

Specialized for miniature internal threads . I?isﬂtﬁ | s}j‘;)béﬁlﬂl ﬁ’f?) mbi;ﬁhﬁﬁ
Reliable internal threading through cutting eliminates common tapping troubles jinzeac NSHESR | NSHERANT as0e oUS304 i 505>
5233 =FE , TIE | AUAILR™
EvF MR Recommended | Recommended
Thread Under Neck . — — — =
Size Length Pitch Dia. pilot hole Dia. [procces Helical R| ~ [EIE5#% RN (EIL T2 EOERE B[4 SN [BI#RER X0
Spind| Spindl Spindl Spindl
g § S’z)lgec? Feed Spplgec? Feed S‘:)Igede Feed Srggede Feed
@ _ ) ]7&7 N j 2 mm mm min”' mm/min min” mm/min min”' mm/min min”' mm/min
- [y S ° -
t— ‘ 0 —U.}U J © S0.1 0.15 0.025 0.066 0.075 R0.017*° | 20,000 5 20,000 5 20,000 5 20,000 5
01 ‘ . ‘ S0.2 0.31 0.05 0.14 0.15 R0.035%° | 20,000 5) 20,000 5] 20,000 5 20,000 5)
‘ ‘ $0.3 0.48 0.08 0.2 0.23 R0.061%° | 20,000 5 20,000 5 20,000 5 20,000 5
- . S0.4 0.61 0.1 0.28 0.32 R0.07 18,000 5 18,000 5 18,000 5 18,000 5
EI \ 7 '/, » \D L
o AR, IO, 1mm®, 6?13;’ M _JF,';" . - s $0.5 0.77 0125 | 0.35 0.4 R0.088 | 15,000 10 | 15,000 10 | 15,000 10 | 15,000 10
® NUDUCRUEIDIITZITV, FIRREDETEZNNEV s, ITERHIEDLEL - BT alEe, S0 093 015 043 048 ROt 12,000 0 12.000 0 12.000 0 12.000 10
o ERI-F1>J DIRAICIDEFmbZEIR, i : : : : : ’ ' ' ’
@ World smallest threaded size 0.1mm is possible to cut. S0.8 1.24 0.2 0.58 0.64 R0.13 10,000 20 10,000 20 10,000 20 10,000 20
® When the tool is broken during thread milling, the wreckages can be easily 1.55 0.25 0.73 0.8 R0.155 7,000 50 7,000 50 7,000 50 7,000 50
removed as the tool diameter is smaller than the pilot hole. §1.0
® MUGEN COATING realized long tool life. 3.17 0.25 0.73 0.8 R0.155 7,000 50 7,000 50 7,000 50 7,000 50
. — . .. 1.6 0.25 0.93 1 R0.155 6,000 80 6,000 80 6,000 80 6,000 80
X AT E(LIELIER TIERIEL, s1.2
% This product should be used in the forward rotation. 3.22 0.25 0.93 1 R0.155 6,000 80 6,000 80 6,000 80 6,000 80
WEIAE Work Material s14 1.9 0.3 1.08 1.15 R0.19 5,000 100 5,000 100 5,000 100 5,000 100
' 3.86 0.3 1.08 1.15 R0.19 5,000 100 5,000 100 5,000 100 5,000 100
prm P|  ae2m Plu-ros Plassuze Mipnzoee N ® N| ws O TR 240H
Carbon Steel Alloy Steel Prehardened Steel | Stainless Steel Aluminium Alloy Copper Resin Cutting edge Shape 2-Flute %1 ATB(FIFELREETIEAIEE,
%2 [O#n BHENOMEAEINE LD ERABOVLAHZAEEEICH TN TURFNERSBRUNSENGET,
O ©) ©) @) %3 S0.1.50.2.S0.391 R%EMA T BIR(E, S FRISEOUNAHEEEEICDEF TIITL TREL,
A7 [<HE - mm /g : [ %4 IIIAUAIRORALHREETELB(E. PIHE THNEEIMEREBZECFAEEL TTZEW,
Unit [Size : mm / Retail Price : JPY] X5 TFIREROVWTAERT S RILEBEREHTROIRNICE O TRNIEBLE IO T, TFRLLEN,
6 MTAUNLRE ATE AU TETR0, ERCBKFBIORIBDET.
J-RNo. 26} (LDETE |(L)BEMRURS EyF (D)ohE ()& TF& (d3) &2 (d)>v> 7% L=E TRAEAAR %7 INIUERUNT—NICBOIBEE, L0y MATO T,
Code No. Thread Size Under Neck Effective Pitch Dia. Neck Dia. Neck Dia. Shank Dia. Overall Retail Price %8 THEESHUSEHRBILIFEL TR,
Length Thread Length Length %9 T EOBRYTERREHIGHODERZLTIE N,
% 10 HHIFSBURY — 5> MeCIERKIEE L,
06-00001-01000 S0.1 0.15 0.14 0.025 0.066 0.032 0.185 4 45 36,800 " = %11 PINCTOBEBISERL TR,
06-00001-02000 S$0.2 0.31 0.28 0.05 0.14 0.07 0.185 4 45 33,600 NIED ) ) ) )
%1 This Product should be used in the forward rotation.
06-00001-03000 S0.3 0.48 0.44 0.08 0.2 0.085 0.235 4 45 26,300 %2 Radial depth of cut may be divided into multiple cutting approaches by condition of spindle runout and machine.
%3 Radial depth of cut must be divided into multiple cutting approaches for the sizes, S0.1, $0.2, and S0.3.
06-00001-04000 S0.4 0.61 0.55 0.1 0.28 0.15 0.315 4 45 21,000 4 Adjust process helical final value based on measured actual Dia. of the tool if possible.
%5 Care diff f actual pilot hole Dia. d b t of a pilot drill and rotation.
06-00001-05000 S0.5 0.77 0.69 0.125 0.35 0.17 0.39 4 45 17,900 %6 Procoss ﬂ:ﬁggi:aaccurﬁilapr :;di:sevaljec:ffgual);J:In;uoyr;r:e‘:n?mhern helical Srr;);ess by MMTS.
06-00001-06000 |  S0.6 0.93 0.83 0.15 0.43 0.22 0.47 4 45 15,800 6 Too ovemang 1 bo 55 shoas pessie. - eeion e
%9 Ext f handling when tool setting and ing.
06-00001-08000 S0.8 1.24 1.1 0.2 0.58 0.31 0.62 4 45 13,700 10 P\e;as:irﬁo?)seaanpp::%rigt:ncooo?aszo':iggh vToii;Lg :gaterial.
06-00001-10000 | o o 1.55 1.38 0.25 0.73 0.41 0.77 4 45 11,600 11 Pleaso ensure proper chip evacuation
06-00001-10001 ' 3.17 3 0.25 0.73 0.41 0.77 4 45 11,600
06-00001-12000 s1.2 1.6 1.38 0.25 0.93 0.61 0.97 4 45 10,500
06-00001-12001 ’ 3.22 3 0.25 0.93 0.61 0.97 4 45 10,500
06-00001-14000 S1.4 1.9 1.65 0.3 1.08 0.7 1.14 4 45 10,500
06-00001-14001 ! 3.86 3.6 0.3 1.08 0.7 1.14 4 45 10,500

*+——E MMTS U x BTFR(L 1)ZERLTIRL,.
How to Order When you order, indicate MMTS Thread Sizex £ ;.
0 ZZF 17RO IISHAEE S0.3050kh. S0.1, S0.2FHETEWAUSHILIRIETT,
#S0.1 and S0.2 are original standard by NS Tool Co., LTD. as a miniature thread standard of JIS is from S0.3.

NCI'OJ5 ARV T bt — AR—JICTERTEH

LR TR R - -] x
TRERLLM L= o g
M ey
© WeTE0CF2 7T ) MMM L 0 ciABS) 1) AN
Owmgzowon Rreg
RO | 16 O 4Rk, bR
TR S84 posart WAL
L LI O M0 O TR,
T "o
res-a
e - an e R
" e -
TRl oo
] oo R~ o Lot
e T BERE = W [t
- P oo
T80 (e rem] - 50011 WERE - oo mnu
2 B ane WEEE - mmn;::r;
NILSFMEa] 8 "rlll,.lu
Latan o ArE al-x\—u::.- m_b/{_:/ URL
s | Gt iy https://www.ns-tool.com/ja/download/thread_nc_maker/
L O i ] .14 MEARIEYZ 17N EBFTRHTTEN,
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IMITRUHAX
Threading Size N0.0-80UNF ~ 1/4-28UNF

#|B1—71>JTVI7A RUEMIDTIR(1=J71-HRUA)

MUGEN COATING PREMIUM Thread Cutting Tool (Unify : for Internal Thread)

MMTU

00 “
Premium HRC

% 21 9AX

Total 21 sizes

MMTU

tHI&H#SER

Recommended Milling Conditions

1= I7ARURIBOHRUIMN TERALYRIL )
tIHITZ OOSHRUINT | Sy TERIFD ST )Lz 0]k h5 - -
Specialized for unified internal threads StZ?;‘/l//;(tﬂﬁl T?’-Q‘/i%k : ; tﬁ;ﬂﬁﬂ%{&%ﬁm z{l/:;'jbﬁﬁ
Reliable internal threading through cutting eliminates common tapping troubles Thread o W AR a'sf‘Jézozes 'T?féuAﬂ;_mO/y ea Iszﬁr?glcg oy UHK%F;S oy
Ti}read Under t_‘ya: 71‘?% Helical R. = = = : = = = :
- R - S Spncle | Z0EE | 2 et | Soiele |20 | e | Spinae | Z0EE | e | il | ZEE | e
4-Flute g g re Sppeed Feed Toot% S%eed Feed Toot% Sppeed Feed Toot% SF:)eed Feed Toot%
E g@, o TM \ HT 2 mm min™ | mm/min | mmitooth | min™ | mm/min | mm/tooth | min™ | mm/min | mm/tooth | min" | mm/min | mm/tooth
- =S
— ‘ 2 _JJ_}U . g No.0-80UNF 3.28 0.318 1.16 R0.21 | 12,000 | 250 0.005 | 12,000 | 200 0.004 | 6,800 120 0.004 | 20,000 | 400 0.005
& L ‘ No.1-64UNC 3.98 0.397 1.4 R0.26 | 10,000 | 300 0.005 | 8,000 | 240 0.005 | 5,600 150 0.004 | 15,000 | 450 0.005
615 o No.1-72UNF 3.97 0.353 1.45 R0.23 | 10,000 | 300 0.005 | 8,000 | 240 0.005 | 5,600 150 0.004 | 15,000 | 450 0.005
6-Flute
M DS &% BB TR RAL. I TESENE.E gj/’/ﬁ, re ) " No.2-56UNC 4.67 0.454 1.63 R0.32 8,000 | 300 0.006 | 6,400 | 240 0.006 | 4,500 150 0.005 | 12,000 | 600 0.008
o IR S TRPREARFL. MITRERENE L. ;\k A== Sk
N - No.2-64UNF 4.67 0.397 1.69 R0.28 8,000 | 300 0.006 | 6,400 | 240 0.006 | 4,500 150 0.005 | 12,000 | 600 0.008
1 — S HTFL ST == = =1 © =L J 1= ' ' ’ ’
© MRJ _T'{“/,]jol/‘ Q@T*FH(LJ‘?E%DME%?@ % |_e © No.3-48UN .37 52 1. RO. : 4 24 s 4 1 . 12 s
® NUDUCROTIDNITZITL. FIREBLDETERAVNSVH T 0.3-48UNC | 53 0.529 88 0.36 | 8000| 300 | 0.006 | 6,400 0 | 0.006 | 4,500 | 150 | 0.006 | 12,000 | 600 | 0.008
AN < ! A 1
rERIED L - BINTHEIEE, L No.3-56UNF 5.36 0.454 1.96 R0.31 8,000 | 300 0.006 | 6,400 | 240 0.006 | 4,500 150 0.006 | 12,000 | 600 0.008
() |mpr0vement of Cutting accuracy by adoption of tool design focusing on Sharpness_ No.4-40UNC 6.08 0.635 2.09 R0.43 6,000 300 0.008 4,800 240 0.008 | 3,400 150 0.007 9,000 600 0.011
© MUGEN COATING PREMIUM realized long tool life. No.4-48UNF | 6.06 | 0529 | 221 | R0.36 | 6,000| 300 | 0.008 | 4,800 | 240 | 0.008 | 3,400 | 150 | 0.007 | 9,000| 600 | 0.011
® When the tool is broken during thread milling, the wreckages can be easily removed
as the tool diameter is smaller than the pilot hole. No.5-40UNC 6.76 0.635 2.38 R0.45 6,000 | 300 0.008 | 4,800 | 240 0.008 | 3,400 150 0.007 | 9,000 | 600 0.011
XATBFEEE @RI No.5-44UNF 6.75 0.577 2.45 R0.4 6,000 | 300 0.008 | 4,800 | 240 0.008 | 3,400 150 0.007 | 9,000 | 600 0.011
3 This product should be used in the forward rotation. No.6-32UNC 7.48 0.794 2.54 R0.55 5,500 | 300 0.009 | 4,300| 240 0.009 | 3,000 150 0.008 | 7,700 | 600 0.013
No.6-40UNF 7.45 0.635 2.72 RO0.44 5,500 | 300 0.009 | 4,300| 240 0.009 | 3,000 150 0.008 | 7,700 | 600 0.013
Cutt%%%c%iﬁh;)t&fﬂute Cutt%%ygc%:ihzg)*e&gilute No.8-32UNC 8.86 0.794 3.14 R0.57 5,000 | 300 0.01 4,000 | 240 0.01 2,800 150 0.009 | 7,700 | 600 0.013
WHEI# Work Material No.8-36UNF | 8.84 0.706 324 | RO.51 | 5000| 300 | 0.01 | 4,000| 240 |0.01 | 2800 | 150 | 0.009 | 7,700 | 600 | 0.013
A P PO P TN P 25U 28 M ?ﬁ}gﬁg S NI AR N - N e O No.10-24UNC | 10.29 1.058 3.52 R0.72 4,200 | 300 0.012 | 3,400 | 240 0.012 | 2,400 150 0.01 6,300 | 600 0.016
e =k — R i RS "UhE i IHE
Carbon Steel Alloy Steel Prehardened Steel | Stainless Steel Hea.ll—"F?gsiiLgtTe‘arﬁ:‘g)xuoy Aluminium Alloy Copper Resin No.10-32UNF | 10.22 0.794 3.8 R0.57 4,200 300 0.012 3,400 240 0.012 2,400 150 0.01 6,300 600 0.016
(@) (@) (@) (@) O O O No.12-24UNC| 11.65 1.058 414 R0.74 4,200 | 300 0.012 | 3,400 | 240 0.012 | 2,400 150 0.01 6,300 | 600 0.016
AT [<HE : mm /@i : [ No.12-28UNF | 11.62 0.907 4.29 R0.65 4,200 | 300 0.012 | 3,400 | 240 0.012 | 2,400 150 0.01 6,300 | 600 0.016
LNt [Siee min f ety Price 4PV 1/4-20UNC | 13.48 | 127 477 | R0.86 | 2,600| 300 | 0019 | 2,200| 240 [ 0.018 | 1,500 | 150 | 0.017 | 3,800| 600 | 0.026
J—RNo. 2203 (LDETER |(L)BEMRURE EvF D)sHE |(d2)ETE| (d)ER | (nEA | @z | 2R R A
Code No. Thread Size Under Neck Effective Pitch Dia. Neck Dia. Neck Dia. Neck Taper (Sg:nk/Dia, Overall Number of] Retail Price 1/4-28UNF 13.39 0.907 5.16 R0.65 2’600 300 0.019 2’200 240 0.018 1 ’500 150 0.017 3’800 600 0.026
Length Thread Length Angle Length Flute
*1 g N AN
06-00003-00800 | No.0-80UNF | 3.28 305 | 0318 | 116 | 072 | 119 | 30° 4 45 | 4 | 11,3001 o5 foﬁw‘.ﬁgﬁfﬁfgfﬁ;ﬁ% Ny —
06-00003-01640 | No.1-64UNC 3.98 3.71 0.397 | 1.4 0.84 - 12° 4 45 6 | 18,9001 g b LTSI O LEBEORIRRTS.
06-00003-01720 | No.1-72UNF 3.97 3.71 0.353 1.45 0.93 - 12° 4 45 6 18,900 1 x4 %E[C}\“_U)L”%”’EFHL\'C T?‘T?JHIQ’E;';D'C(TES% N I .
o %5 BRSO T—HEDZRICUREFRER - IXDFEOFREEY/ (A, HEOHREEEITOTREN,
06-00003-02560 | No.2-56UNC | 4.67 4.37 0454 | 163 | 0.99 - 12 4 45 6 | 18,9001 6 AABONIDIRERRISEB. B THETRITBUAS o P RBERELTe0
06-00003-02640 | No.2-64UNF 4.67 4.37 0.397 1.69 1.1 - 12° 4 45 6 18,900 1 = ;; %éﬁz?ljllg\gdgKi%’éllg‘géggﬁg‘?f@a\
S SEURI-5> Ml 20
06-00003-03480 | No.3-48UNC |  5.37 5.03 0529 | 1.8 | 1.15 - 12 4 45 6 | 18,9001 Notes e o,
o %2 The ab ill diti ided f i ing when the depth of divided i ith -soluble fluid.
06-00003-03560 | No.3-56UNF | 5.36 508 | 0454 | 196 | 131 | - | 12 | 4 | 45 | 6 | 189001 g e e e g e e f i sl
06-00003-04400 | No.4-40UNC 6.08 5.69 0.635 | 2.09 1.23 - 12° 4 45 6 | 18,9001 B 1o i advance by using dril, etc
06-00003-04480 | No.4-48UNF 6.06 5.69 0.529 2.21 1.46 - 12° 4 45 6 18900 1 ><5 Depending on environment, adjustments of spindle spe;ed bésed on feed per tooth, feed, number of paths and cutting direction are needed.
4 %6 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.
06-00003-05400 | No.5-40UNC 6.76 6.35 0.635 2.38 1.52 - 12° 4 45 6 18,900 1 %7 Add zero-cut process in case completed thread left deflection angle.
06-00003-05440 No 5 44UNF 6 75 6 35 0 577 2 45 1 65 120 4 45 6 18 900 . %8 Please choose appropriate coolant for each working material.
06-00003-06320 | No.6-32UNC 7.48 7.01 0.794 2.54 1.50 - 12° 4 45 6 18,900 1 o
) N = \ —AR—S|CTE
06-00003-06400 | No.6-40UNF 7.45 7.01 0.635 2.72 1.86 - 12° 4 45 6 18,900 1 _ (EZEI??A{’FE)ZJ? hE¥HR—A . :(c.:CIE?E':F
06-00003-08320 | No.8-32UNC 8.86 8.34 0.794 3.14 2.04 - 12° 6 60 6 21,8001 camawn e
06-00003-08360 | No.8-36UNF 8.84 8.34 0.706 3.24 2.24 - 12° 6 60 6 21,800 1 Olmmcsaun O AR ConiE  Coen
06-00003-10240 [No.10-24UNC| 10.29 9.66 1.058 3.52 2.14 - 12° 6 60 6 21,800 1 DO SE O AL Oftam
06-00003-10320 |No.10-32UNF|  10.22 9.66 0794 | 3.8 2.70 - 12° 6 60 6 | 21,8001 i S S v
06-00003-12240 |No.12-24UNC 11.65 10.98 1.058 414 2.72 - 12° 6 60 6 21,8001 B & —
Bl A el 5 —
06-00003-12280 |No.12-28UNF|  11.62 10.98 0.907 | 429 | 3.02 - 12° 6 60 6 | 21,8001 - e T
01EH0N
06-00003-14200 | 1/4-20UNC 13.48 12.7 1.27 4.77 3.12 - 12° 6 60 6 21,800 1 o e ‘
R ] &3 HEXE = e
06-00003-14280 | 1/4-28UNF | 13.39 12.7 0907 | 516 | 3.89 - 12° 6 60 6 | 23,8001 i P
F—5—F% MMTU IFUESERU TS, % (1) GBBETT. suaw ) DN | i
How to Order When you order, indicate MMTU Thread Size. X (7 )is reference value. —T20 e} 000 HEXE = oo m:::mn
1 OFUE - HA XIIFEBHTEEERDFS . FFUEBEIB| DD HARNABRVEDELZEV, LEEY B HREE - e e s
» Semi-standard products, please inquire for price and delivery. AheFElma]  § "":';Zﬂ.'!.'?.'.-
ST AT u ATAE IM—II.:.- 7'—\_L\N_§ URL
- O e https://www.ns-tool.com/ja/download/thread_nc_maker/
e Crmn ) & W XABARTEN 2217 2HFTHITEN,
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www.ns-tool.com

T140-0014 ERREBR)IIXAFH1-28-1 ERARBIEAHETERATE)LEF
TEL 03-3774-2459 FAX 03-3774-2460

BT ICRE 9 2 HBEEE cosmnant
nwn IE B

s 0120—-11-5924

SZ{I8F 9:00~12:00/13:00~ 17:00
(£ - B-#B - SHREEZERL)

r = T2 DR Attention on Safety

1) TEZS—INSIMOEIIRE. TEDORUE U, AENRF(CEEMNRERIC,
FHSERLTEZ,

2) PINAZBEERF THNBUVRICLTIZZ0.

3) TEZERIIRE. BIBIBBRABOETDOT, BTH/\— - READNREZEALOTI RS,

4) RILFER, TEPNMIASCRESIEMEERLTIZE,
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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.

5) The work materials clamp firmly.

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

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

8) 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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