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Mugen Coating Series M-Thread Mill
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Lineup Expansion!
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Realized highly-efficient thread milling by multiple cutting edges!
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Improvement of cutting accuracy by adoption of tool design focusing on sharpness
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MUGEN-COATING realized long tool life.
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Coating Mugen Coating |
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Material Micro Grain Carbide
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Code No. | Thread Size Dia. | Pitch Effective Length Type Neck Dia. |NeckTaperAngle! Shank Dia. | Overall Length | Number of Flutes | Retail Price
06-00002-00100 M1 0.72 025 264 A | 036 30° 4 45 4 Mi Mi1| 9,000
06-00002-00120 = M1.2 092 = 025 267 A 056 @ 30° 4 45 4 M12 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 M6 12 035 3.71 A 068 | 30° 4 45 4 M16 9,000
06-00002-00170 M1.7 1.3 0.35 3.71 A 078 | 30° 4 45 4 MI7 M18| 9,000
06-00002-00200 M2 15 | 04 5.02 B 089 | 12° 4 45 6 M2 M23| 15000
06-00002-00250 M2.5 1.95 0.45 57 B 1.28 j2 4 45 6 M25 M26| 15,000
06-00002-00300 M3 236 05 6.3 B 163 | 12° 4 45 & i B 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 397 08 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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5F Shinminamioi Bldg., 1-13-5, Minamioi, Shinagawa-ku, Tokyo 140-0013 Japan
NS TOOL CO.LTD Tel. +81-3-3763-4619 (Export Dept.)  Fax. +81-3-3763-2280

MMTM IR B ER Recommended Milling Conditions
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Carbon Steels Stainless Steels Titanium Alloy Aluminum Alloy
HIY4Z | AR | EvF | AVAIR | NSER o S50 s A 135 St SUSSO04 Gl 8 v T EOARAVISGTER [ s S ADOS2 W
TheadSize | TesfCtirgSer| D | Pich | Hean | MIAR | mgm [gome | —nxd | @en | 2umE| A | GEn | 20Re | 02y | BRn | 2ues| oy
f Recommended Process SpndeSpeed |  Feed | Feed per Tooth| Spindle Speed | Feed | Foed per Tooth Spindle Speed | Feed | Feed per Tooth| Spindia Speed | Feed | Feed per Tooth
i 1 | min' | mnvmin | mmiooth “min' mm/min mm/tooth min' | mmmin | mmtooth min' | mm/min mmnoom
M1 M1 0.72 | 025 | RO.155 | 7%7%7% 135000/ 600 | 0.004 | 35000 600 @ 0.004 |18,000 150 | 0.002 |45000 1,000 0.006
M1 M1 072 025 R0205 7%7%7" 135000 600 0004 |35000 600 0004 |18000 150  0.002 |45000 1,000 0.006
M12 | M1.2 092 025 |R0.155 | 7%7%7F |27,000) 600 | 0005 |27,000) 600 | 0.005 | 14,000 160 | 0.003 |35000| 1,000 0.007
Mi4 | Mi4 105 03 R0195 777%7F (24000 600 0.006 | 24,000 600 | 0.006 {12,000/ 180 ' 0.004 |30,000 1,000 0.008
M6 | M6 1.2 035 R022 | 777%7F 21,000 600 | 0.007 21,000 600 | 0.007 |10,000 220 | 0.005 |26,000 1,000 0.0
M1.7 | M1.7 1.3 035 |R0.22 R 20,000, 600  0.007 | 20,0000 600  0.007 {10,000 250  0.006 |24,000 1,000 0.1
M7 | M8 13 035 R027 | 777%7F|20000 600 | 0007 |20,000 600 | 0.007 |10,000 250 | 0.006 |24,000 1,000 0.01
M2 M2 1.5 04 Ro28  fP¥AzF 112,000 600 K 0.008 12,000 600 0.008 {10,000 500 K 0.008 |20,000 1,200 0.0f
M2 M23 |15 04 |R043 | FZx#2F 142000/ 600 | 0.008 |12,000| 600 | 0.008 |10,000/ 500 | 0.008 |20,000| 1,200  0.01
M25 | M25 195 045 R0305 “Z7”7F 12,0000 600 0008 12,000 600 0.008 | 10,000 500 ' 0.008 |16,000 1,200 0012
M25 | M26 | 1.95 | 045 |R0.355  FPx#¥b 112000/ 600 | 0.008 |12,000, 600 | 0.008 |[10,000 500 | 0.008 |16,000 1,200 | 0.012
M3 M3 236 05 R036 “P7%2F | 8000 600 0012 | 8000 600 0012 | 8000 500 001 [10,000 1,200 0.02
M4 M4 308 07 |Ro5 | #ZrPrb| 5700/ 400 | 0.012 | 5700/ 400 | 0.012 | 4,600 350 | 0.013 | 7,000 | 800  0.019

M5 M5 1i8197: 0.8 | R0.555 (Rt 4000 400 0017 | 4000 400 0017 | 3200 350 0018 | 5500 800 0.024

M6 M6 472 1 Ro68 | #2rA»M | 3200/ 400 | 0.021 | 3200/ 400 | 0.021 | 3,000 350 | 0019 | 4500 | 800 | 0.03
% Notes

3 Z OYHIESF RAGEHEDELE T YRS 22BICH G TNILASESOEFOBRTT. #The above Recommended Milling Conditions is provided as a guide for cutting when the depth
HBANC FULEEAVWT. TRIMIET > T EE W, 31' cut is divided into twice with water soluble cutting fluid.

% 6L T—F)E - L 7-[lz EUN g N 3 BloH T #: Recommend making pilot hole in advance by using drill, etc.

/"?i?;:z‘clkf HETRELAER. SRERORE AR SRR LT #:Depending on environment, adjustments of spindle speed based on feed per tooth, feed, number

\ ¢ \ - " . o of paths and cutting direction are needed.
i 3;;’%Rjé;“ﬁéﬁfﬂ”ﬁghg%?ﬂ””GH (RONS2BAL) ORUEMITBEH  ialical R, 5H for M1.4 and under and GH for more than M1.6, is a guideline for thread milling

p— 5 s - and il is R value in the final cutting.

HEFROANYDAREEATIBEE, HTBETAIFHFLEVEIGTRELZEEL  swhen use helical R in the e Milling Conditions, set pilot hole dia. for avoiding
TLES W, interference between the area of under neck and pilot hole.

HRUNTF—NIZE - BEREOHy P ETT{EZ W, Add zero-cut process in case completed thread left deflection angle.

HWHAHCB L7 -5 bETERA LA, Choose appropriate coolant for each working material.

BII75i%  Operation M HITHB  Technical Data

Processing method is down-cut in the figure below Titanum Alloy (Ti-6AI-4V) M2 Internal Thread Milling

C & “JhubhT i Auas (Ti-6AI-4V) M2 R UIlT ) ’
COEOIMIAEFII/AYNTT, ; FH2EE(Ti-6A1-4V) M2 HRLHT 25005 6H(28)ARERIS)
: BRI
AUOREARICShET [LEbIaS %?%5 MMTM M2 Maintainable for 64 precision by more than 250 holes !
RUILEBIRL. BB IRE NIREET I
FCTNEHITD AN Work Material Ti-BAl-4V
S;:Ie:!iundcl dn\ll s.nz::_\!ot suit Ilrt:rl]: Iu!g(anﬁc Putstlu'un 1o dlcpth of [SIR2] .
S S e el et s cuklng ok n . 10,000min
# RULOENEHEL TIREZNRY 3 l, : XD :
Consider the runout to select the drill Feed 500mm/min
felA- 2o
: Thread Size M2x0.4
= 4 felbfohay
TALTIEYFH DD B : Thread Lengih 4.8mm
AUAILTNITS : TRiE ¢ 1.6 (F& 5.6mm)
1 pitch per circle by helical milling Guide Hole Dia. @ 1.6(Depth5.6mm)
FAUANEBERLITKELL L i =5tk KEEHLE
VDABRENSTS T : Coolant Water Soluble Cutting Fluid
Hake belca adis prooesshvely biger 1E9F =089 4 X #50
Tpitch : Work Size

NCTOJ5 L{EREY 7 b ERHR—AN—JCTRHR ITEFRY 91N
Software for generating NC program Will be provided on NS web site. : Time 9sec/1hale
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T140-0013 H#RGR)IEfAH1-13-5 HlAHEISF TEL.03-3763-5621 FAX.03-3763-2280 http://www.ns-tool.com

A EEMIINEN T2 EM;EE  Attention on Safety

NIRESr—ZApSMUETRRE, IRORFE LY. DEFBEFCHERALVRIC, BHSER 1) When removing tools from cases, be careful of getting-out of tools and don't touch directly
LTTF&W, the cutling edges.

A MhALMBEEFTRALVIICLTTE L, 2) Never touch the cutting edges directly with bare hand.

) TAEMBATIER, BATIERIBVETOT, DTH1— REAHIFESEELTFEWV, 3) Use salety covers and eye protection, as tools may be broken.

4) RALABI, TRPNIATICRES - M E@ALTTFAL, 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 belore 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

IARALAILoY EEEL, BREPAILICLTTFEW,
5) B2, LopWEAELTTFEW.
6) TREUVEHMOTER, S5 U0HBLTEVTTEL,
7) DRIEAR. MINTERBRCSET HRTIRRISVET.

8) AR U TYNaZRELTTF &V, FAHMVAAEERT B8, MIBNICRET S AT fluid could lead to fires due to sparks generaled during processing or heat caused by
PEATIIK, KUDOERF B ET, BRMEEDLTTTTEL, breakage. Ensure that you take proper fire-prevention measures

9) HAPICAR (AF 5 FrRELASER. MBICRMELEDTTEY, 9) It abnormal sound, etc. occurs during processing, stop the maching immediately.

10) TROBHER LAEVWTT AW, 10) Don't modity tools.
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14'04 JOACMEOOS  JOA-EMITIZ Specifications may change without notice for improvement.




