SSEMIRHESE ST 7)- Sb/ MRS A(UNSERIRTE)

- MTHUA - A
{ & ohe)
L2 1
Internal I—
1/8P Bl ’
N T;)I:r/ar;c; class @ @ 6 1
WA TRETIZI2d | 2d (L2 < 2 x Thread Diameter)
BT | gy | e | wwE| 2R | mE | Fm | 7m e
UNCHEF | UNF @] TP d L2 L D Teeth | Flute e
No.1 72 1.45 3.9 60 6 3 3 MTHUA301406-720A
No.1 No.2 64 1.40 4.2 60 6 3 3 MTHUA301406-640A
No.2 No.3 56 1.65 5.0 60 6 3 3 MTHUA301606-560A
No.3 No.4 48 1.90 6.0 60 6 3 3 MTHUA301906-480A
No.4 > No.5 | No.6 40 2.10 6.0 60 6 3 3 MTHUA302106-400A
No.5 No.6 40 2.45 7.2 60 6 3 3 MTHUA302406-400A
No.8 36 3.30 8.7 60 6 3 3 MTHUA303306-360A
No.6 > No.8 | No.10 32 2.55 7.4 60 6 3 3 MTHUA302506-320A
No.8 No.10 32 320 | 100 60 6 3 3 MTHUA303206-320A
No.10 32 380 | 103 60 6 3 3 MTHUA303806-320A
1/4" 28 525 | 132 60 6 3 3 MTHUA305206-280A
No.10 5/16" 24 358 | 102 60 6 3 3 MTHUA303506-240A
5/16" 24 668 | 165 60 8 3 3 MTHUA306608-240A
1/4" 7/16" 20 488 | 134 60 6 3 3 MTHUA304806-200A
7/16" 20 955 | 23.0 75 10 3 3 MTHUA309510-200A
5/16" 18 615 | 16.9 60 8 3 3 MTHUA306108-180A
3/8" 16 670 | 19.1 60 8 3 3 MTHUA306708-160A
7/16" 14 9.00 | 233 75 10 3 3 MTHUA309010-140A
IRAINTREDIRI3d | 3d (L2 < 3 x Thread Diameter)
A Thread | e ANR| 2R | RE | AN | 7N LS
fe UNC #H5 | UNF #l5F Pl ee ute Order No.
it No.1 72 145 | 575 60 6 3 3 MTHUA301406057-720A
# No.2 No.3 56 165 | 7.00 50 3 3 3 MTHUA301603070-560A
oF No.4 > No.5 | No.6 40 210 | 9.00 50 3 3 3 MTHUA302103090-400A
7] No.4»No.5 | No.6 40 210 | 9.00 60 6 3 3 MTHUA302106090-400A
% No.5 No.6 40 245 | 100 60 6 3 3 MTHUA302406100-400A
Bl No.6 » No.8 | No.10 32 255 | 11.0 60 6 3 3 MTHUA302506110-320A
No.8 No.10 32 320 | 13.0 60 6 3 3 MTHUA303206130-320A
No.10 32 380 | 1541 60 6 3 3 MTHUA303806151-320A
No.12 1/4" 28 440 | 170 60 6 3 3 MTHUA304406170-280A
1/4" 28 525 | 196 60 6 3 3 MTHUA305206196-280A
5/16" 24 6.68 | 245 60 8 3 3 MTHUA306608245-240A
1/4" 7/16" 20 48 | 198 60 6 3 3 MTHUA304806198-200A
5/16" 18 6.15 | 24.0 60 8 3 3 MTHUA306108240-180A
% 25.4 < Tpi (S4B LI Inch) = Pitch (A FIEE L Metric) -C> WIENREER - => T IEEE -
utting Condition Drill hole dia.




Table 61 ST 7] tNERER

SOLID CARBIDE THREAD MILLS- THREADING CONDITION TABLE

H7] Straight Y2HE7] Helix
Miel MTHE e
Group Material HB MIEE | STERE | DNEE | STERE
Ve (m/min) fz (mm) Ve (m/min) fz (mm)
% {E % (C=0.1~0.25%) Low carbon 125 40~140 | 0.008~0.08 | 65~200 | 0.024~0.12
e thfi%(C=0.25~0.55%) Medium carbon 150 40~110 | 0.008~0.064 | 65~185 | 0.024~0.08
Unalloyed steels
& (C=0.55~0.85%) High carbon 170 40~100 | 0.008~0.04 | 65~160 | 0.024~0.064
. o S84 Non hardened 180 50~140 | 0.024~0.06 | 50~145 | 0.024~0.08
{f‘_:' EH(2E5%) #AES#Y Hardened 275 50~130 | 0.024~0.06 | 50~135 | 0.024~0.056
ow alloy steels
$AES#Y Hardened 350 50~130 | 0.004~0.008 | 50~130 | 0.008~0.024
BaEMEE5>%) IRAHI Annealed 200 30~70 | 0.008~0.024 | 30~80 0.024~0.04
High alloy steels F5TERY Hardened 325 20~60 | 0.004~0.008 | 25~65 | 0.008~0.024
$5E BESEH(Z8=5%) Low alloy 200 60~160 | 0.008~0.024 | 65~200 | 0.024~0.08
Cast steels Ea%M(SE8>5%) Hight alloy 225 50~120 | 0.004~0.008 | 50~135 | 0.008~0.024
L EZN S84 Non hardened 200 40-110 0.008~0.04 | 50~120 | 0.032~0.08
Stainless steels Feritic FEEHY Hardened 330 40~90 0.004~0.008 50~95 0.008~0.04
fobaw N BIEE Austenitic 180 50~100 | 0.006~0.016 | 50~110 | 0.032~0.08
Stainless steels Austenitic | BB Super Austenitic 200 40~100 | 0.006~0.016 | 50~105 0.032~0.08
M AEEERSE S84 Non hardened 200 40~120 | 0.008~0.024 | 50~130 | 0.032~0.08
Stainless steels Cast Feritic| smpmpg Hardened 330 40~80 | 0.004~0.008 |  50~90 0.024~0.04
BXFERHH BAFE Austenitic 200 40~110 | 0.008~0.024 | 50~120 0.032~0.08
Stainless steels Cast
Austenitic R8N Hardened 330 40~70 | 0.008~0.024 |  50~80 0.024~0.04
TR #IZ=(J8/B) Feritic(short chips) 130 50~120 | 0.004~0.008 | 50~55 | 0.008~0.024
Malleabe Cast Iron Rt (EB) Pearlitic(long chips) 230 40~110 | 0.004~0.008 | 50~120 0.024~0.04
TREEE B4R HISEE Low tensile strength 180 40~110 | 0.006~0.016 | 55~130 0.02~0.08
Grey Cast Iron BSR4 E Hight tensile strength 260 30~90 0.004~0.008 30~95 0.024~0.04
IS HIZ Feritic 160 30~80 | 0.006~0.016 |  30~90 0.04~0.08
Nodular SG Iron Tk Pearlitic 260 30~70 0.004~0.12 30~80 0.024~0.04
TEEESS #3¥ Non aging 60 120~200 | 0.04~0.12 160~240 0.08~0.2
- Aluminium Alloys Wrought | =20 23w Aged 100 80~180 | 0.024~0.12 | 120~200 | 0.08~0.16
= Eas #8¥5 Cast 75 60~120 0.04~0.12 80~160 0.08~0.16
g' Aluminium Alloys $SIEFNRFRY Cast & Aged 90 70~130 0.24~0.08 95~175 0.08~0.12
Q s #8192 » BWE13~22% Cast Si 130 120~200 | 0.04~0.12 160~240 | 0.08~0.16
5 Aluminium Alloys = : ' : :
o
= =5 - - - -
5 AREas 4 Brass 920 120~200 | 0.04~0.12 160~240 0.08~0.2
5 Copper & Aluminium AlloyS | zeg . weeg Bronze & non leaded copper 100 80~180 | 0.024~0.08 | 120~200 | 0.08~0.16
% IR AHI($HE)Annealed(Iron based) 200 20~40 | 0.006~0.016 | 25~50 0.032~0.08
BER44(#E) Aged(Iron based) 280 15~30 | 0.004~0.008 15~40 | 0.008~0.024
IR (B SHE) . - . .
ZEs Annealed(Nickel or Cobalt based) = 10520 0.004~0.008 10~30 00001024
High-Temp Alloys IR (SR e E)
Aged(Nickel or Cobalt based) 350 12~20 | 0.004~0.008 10~25 | 0.008~0.024
448K(99.5%) Pure(99.5% Ti) 400Rm 20~60 | 0.006~0.016 |  30~65 0.024~0.04
1] oa+B BE a+B alloys 1050Rm 15~40 | 0.006~0.016 15~40 0.024~0.04
M ]
1?5! . 45~50HRC 10~30 | 0.002~0.005 10~35 | 0.004~0.008
N Extra Hard Steels 3FE 3 Hardened & Tempered
% 50~55HRC 10~20 | 0.002~0.005 10~30 | 0.004~0.008

X I8 TOIAERE  EREINER TREUNHIFRESRE ) 60%
At tools entry, set the Feed (mm) to 60% lower than the threading Feed.

X 414 Cutting Formula : S(EBESE) = Ve(HIEIER) X 1000/ DEME) / ©(3.14)  FOELERE) = f2(S7ERE) X Z(H) X S(LHEEHE)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).
2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.






