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Thread | 8B | | o | 4 | 15 | Ng | NL| L | D | N |FE|TH Coniedls
—  Pitch (mm) | Teeth | Flute
*E%M Order No.
M6 1.00 50 (485| 10 |145| 6.6 | 95| 60 8 (058 11 CSHI205008-100A
M8 1.25 6.8 [6.45| 1.3 (182 | 9.0 16.8 | 75 10 | 0.72| 11 CSHI206810-125A

CSHI208512-150A
CSHI210314-175A

M10 1.50 85 |808| 15234110116 | 80 | 12 |0.87| 12
M12 1.75 |[10.3 |9.74 | 15 | 271 (135|179 | 90 | 14 |1.01| 12
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Table 60

M2 INRER e B B 5T T (GEIR) tRIRER

SOLID CARBIDE THREAD MILLS- THREADING CONDITION TABLE

HRITEE —— st | TS | MR i BEER
Material ; > | Strength Ve f(mm/rev) fz (mm)
Group Material HB (N-mm) | (m/min)
=6mm =12mm =6mm =12mm
- =150 =500 55~85 |0.07~0.105|0.105~0.154 | 0.014~0.035| 0.035~0.07
RS Grey Cast Iron
Grey Cast Iron =
IREBE(RERIE) 150~300 | 500~1000 | 55~85 |0.07~0.105|0.105~0.154|0.014~0.035 | 0.035~0.07
Grey Cast Iron (Heat Treated)
- B -~ =i - 59 = = _ ” - - -~
i Copper Short Chips ~ Brass ~ Bronze =200 =700 0.07~0.21 | 0.042~0.07 |0.021~0.042 | 0.042~0.07
5~ HKOEFER)
Aluminium ~ Magnesium Non =100 =350 70~280 |0.07~0.175| 0.175~0.21 |0.021~0.042 | 0.042~0.07
Alloy
£/ 8 RIRESE
Aluminium / Aluminium ~ Cast AlloyS =180 =600 70~280 |0.07~0.175| 0.175~0.21 |0.021~0.042 | 0.042~0.07
Magnesium (9 Si<10%)
IINIEaE
Aluminium ~ Cast Alloy =180 =600 70~280 |0.07~0.175| 0.175~0.21 |0.021~0.042 | 0.042~0.07
(B9 Si=10%)
FBILEER . — — 40~80 |0.07~0.175| 0.175~0.21 |0.021~0.042 | 0.042~0.07
Thermoplastics
P;E'B ﬁ&lﬁﬁﬂ%} . — — 40~70 |0.07~0.175| 0.175~0.21 |0.021~0.042|0.042~0.07
astic Thermosetting Plastic
1 2
?ﬁ‘%ﬁisgﬁ.ﬁﬂ;’a . — — 40~55 |0.07~0.105|0.105~0.154 | 0.014~0.035 | 0.035~0.07
iber Reinforce Plastic
fisE X f(H#FL)=SEELE(mmirev.)
Remarks X fz(#EH)) =B 7ELLE (mm)

X HIHEIAT Cutting Formula : S(EBEFEE) = Vc(LIHIERE) X 1000/ D(9ME) / © (3.14)

FOEAREE) = fA(B7E&ME) X Z(7)H) X S(EHEE)

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.
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