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Recommended Milling Conditions

zESy] TN HE® fBE
NSHE Carbon Steels Stainless Steels Titanium Alloy Aluminium Alloy
e T g | s BIR | T $50C 5US304 Ti-6Al-4V A5052
Tise? | e | Dia- | Pitch Reconnend: | EREEER | HARE 74T | THIGR | AARE | SRR THERHARE | STEAR | THITE HORE| S48
edProcess | SpindleSpeed | Feed | FeedperTooth | SpindieSpeed | Feed | FeedperTooth | SpindleSpeed | Feed | Feed perTooth | SpindleSpeed | Feed | Feed perTooth
mm min" | mm/min [mm/tooth| min” | mm/min [mm/tooth| min" | mm/min | mm/tooth| min" | mm/min | mm/tooth
M1 M1 ]0.72 ]0.25|R0.155 ui?ﬁt 35,000{ 600 |0.004 {35,000{ 600 |0.004(18,000{ 150 | 0.002|45,000| 1,000 | 0.006
M1 [M1.1]0.72 |0.25|R0.205 U%%Et 35,000{ 600 |0.004 {35,000{ 600 |0.004(18,000{ 150 | 0.002 |45,000| 1,000 | 0.006
M1.2|M1.2]0.92 |0.25|R0.155 U%ﬁﬁt 27,000{ 600 |0.005(27,000{ 600 |0.005[14,000{ 160 | 0.003|35,000| 1,000 | 0.007
M1.4/M1.4]1.05 0.3 |R0O.195 Uiffﬁt 24,000{ 600 |0.006 (24,000{ 600 |0.006 (12,000{ 180 | 0.004|30,000| 1,000 | 0.008
M1.6/M1.6| 1.2 |0.35|R0.22 u%itt 21,0001 600 |0.007 121,000/ 600 |0.007|10,000{ 220 | 0.005 {26,000 1,000 | 0.01
M1.7(M1.7] 1.3 |0.35|R0.22 U%ffn 20,000{ 600 |0.007 {20,000{ 600 |0.007 [10,000{ 250 | 0.006 |24,000| 1,000 | 0.01
M1.7{M1.8| 1.3 |0.35|R0.27 u%ﬁt 20,000/ 600 |0.007 120,000/ 600 |0.007|10,000| 250 | 0.006 {24,000 1,000 | 0.01
M2 (M2 |15 (04 [RO.28 |, %% 112,000] 600 |0.008 [12,000 600 |0.008 10,000/ 500 |0.008(20,000| 1,200 | 0.01
M2 |M23|15 |04 [Ro43 |, /% 112,000/ 600 |0.008 |12,000| 600 |0.008 10,000/ 500 |0.008{20,000| 1,200 | 0.01
M2.5|M2.5 | 1.95 [0.45 R0.305| 5 /%% 112,000] 600 |0.008 [12,000| 600 | 0.008 [10,000] 500 | 0.008 |16,000| 1,200 | 0.012
M2.5|M2.6 | 1.95 [0.45|R0.355|,, /%% 112,000] 600 | 0.008 12,000 600 | 0.008 [10,000] 500 | 0.008 |16,000] 1,200 | 0.012
M3 |M3 23605 |R036 |, ™ | 8000 600 |0012| 8000 600 |0.012 8000| 500 |0.01 [10,000( 1200|002
M4 |M4 |3.08(0.7 [Ro5 |,/ %% | 5700 400 0012 5700 400 | 0.012| 4,600] 350 | 0.013| 7,000/ 800 | 0.019
M5 |M5 |3.97 |08 |R0555|p % | 4,000/ 400 | 0017 | 4000 400 |0.017 | 3,200/ 350 |0.018| 5500 800 |0.024
M6 |[M6 | 4721 |R068 | ™ | 32000 400 |0021] 3200 400 |0.021| 3,000/ 350 |0.019| 4500 800|003
AEMW
X1 RTIRBERER. Alloy Steel
#2 AREIWILREREHNCERR . oy
X3 AHMHISRBEAACSIETINE, HORHTMTHNSEEE, p BE@
¥4 BB EAERFNTRL.
¥5 BUSTIHAENEE, RIBMITIIMERRBETMERMNHLRE, URBEMNIERS.
%6 BIERERATHIFMRE, NBLINTRESE, M1ALUTH5H, M1.6LEAGH (5EHMIIS2EREY)
X7 EASHRTHBEIEREN, BIEERLER, BRIHSKIAKRETH.
X8 MINTEMNENEHRT, BEBHTASYEMNI,.
X9 BEFEAESMIMRIIR AR,
& %1 This Product should be used in the forward rotation.
Note,s %2 Software for generating NC program Will be provided on NS web site.

3%3 The above Recommended Milling Conditions is provided as a guide for cutting when the depth of cut is divided into twice with
water-soluble fluid.

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

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

%6 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.

37 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.

38 Add zero-cut process in case completed thread left deflection angle.
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39 Choose appropriate coolant for each working material. N BEE O
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