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MULTIPURPOSE THREAD MILLS

- §E ~ FlA -~ BAGER—R5T! - JREISOEAMO0.8~M10.0
Completing once for drilling, threading and chamfering. ISO Thread for M0.8~M10.0
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Saving time of switching tools.
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Precise - Efficiency.

M0.8 - 10,0
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Internal L
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/7= Tolerance class Miling L=
6g / 6H @ @ [ CUT EXAMPLES
By | BE | G | AXE | 2R | OWE | @B | % | M RJETIRAR R
Thread | Pitch d1 L2 L D Chamfer| Teeth Flute
Order No.

MO0.8 0.20 0.60 24 50 4 0.10 1 1 MSHIA100604-020
MO0.9 0.225 0.66 2.7 50 4 0.12 1 1 MSHIA100604-022
M1.0 0.25 0.73 3.0 50 4 0.15 1 1 MSHIA100704-025
M1.2 0.25 0.92 3.6 50 4 0.15 1 1 MSHIA100904-025
M1.4 0.30 1.05 4.2 50 4 0.19 1 1 MSHIA101004-030
M1.6 0.35 1.21 4.8 50 4 0.22 1 1 MSHIA101204-035
M2.0 0.40 1.55 6.0 50 4 0.25 1 2 MSHIA201504-040
M2.5 0.45 2.00 7.5 50 4 0.29 1 2 MSHIA202004-045
M3.0 0.50 2.44 9.0 60 6 0.33 1 2 MSHIA202406-050
M4.0 0.70 3.20 12.0 60 6 0.45 1 2 MSHIA203206-070
M5.0 0.80 4.00 15.0 60 6 0.53 1 2 MSHIA204006-080
M6.0 1.00 4.85 18.0 75 6 0.65 2 3 MSHIA304806-100
M8.0 1.25 6.50 24.0 75 8 0.80 2 3 MSHIA306508-125
M10.0 1.50 7.90 30.0 75 8 1.00 2 & MSHIA307908-150
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Cutting Condition Technical Data
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Cx45° | L L2
Internal L
1/8P EnZ!; _. 2
/7= Tolerance class ARG Miling L=
69 / 6H @ @ @ [ CUT EXAMPLES
S | BE | V@ | BRE | 2R | WE | @A | FH | 7N TIGT AR
Thread | Pitch d1 L2 L D Chamfer| Teeth Flute Order No
MO0.8 0.20 0.60 24 50 4 0.10 1 1 MSHIDA100604-020A
MO0.9 0.225 0.66 2.7 50 4 0.12 1 1 MSHIDA100604-022A
M1.0 0.25 0.73 3.0 50 4 0.15 1 1 MSHIDA100704-025A
M1.2 0.25 0.92 3.6 50 4 0.15 1 1 MSHIDA100904-025A
M1.4 0.30 1.05 4.2 50 4 0.19 1 1 MSHIDA101004-030A
M1.6 0.35 1.21 4.8 50 4 0.22 1 1 MSHIDA101204-035A
M2.0 0.40 1.55 6.0 50 4 0.25 1 2 MSHIDA201504-040A
M2.5 0.45 2.00 7.5 50 4 0.29 1 2 MSHIDA202004-045A
M3.0 0.50 2.44 9.0 60 6 0.33 1 2 MSHIDA202406-050A
M4.0 0.70 3.20 12.0 60 6 0.45 1 2 MSHIDA203206-070A
M5.0 0.80 4.00 15.0 60 6 0.53 1 2 MSHIDA204006-080A
M6.0 1.00 4.85 18.0 75 6 0.65 2 3 MSHIDA304806-100A
M8.0 1.25 6.50 24.0 75 8 0.80 2 3 MSHIDA306508-125A
M10.0 | 1.50 7.90 30.0 75 8 1.00 2 & MSHIDA307908-150A
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SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

=1 MSHIA MSHDIA
Material MIME il
Group Material Hardness | ypupmer | S7)esE | DMEE | STERE
Vc (m/min) fz (mm) Ve (m/min) fz (mm)
e
Carbon S35C,S45C,S50C HRC<20 - - 65~200 0.008~0.01
Steels
Al
Alloy SCM,SKT,SKD HRC20~30 - - 65~185 0.005~0.008
Steels
=
Alloy SCM,SKT,SKD HRC30~45 - - 65~160 0.004~0.005
Steels
58
Stainless SUS304 - - - 50~100 0.004~0.008
Steels
b
Cast FC,FCD HRC<30 - - 40~110 0.004~0.008
Iron
bisy=F
Aluminum Al 5052/ 6061 /7075 - 60~120 0.007~0.08 - -
Alloys
X TR THIAERE . EEERIER T RAUNEIRGERE 1 60% ©
X At tools entry, set the Feed (mm) to 60% lower than the threading Feed.
— =1 My
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SOLID CARBIDE DRILLS- DRILLING CONDITION TABLE
#TVHEFL Wet- Drilling
MTHE fix s Al axil FiEs s
Material Carbon Alloy Alloy Stainless Cast
Steels Steels Steels Steels Iron
Iﬂ:ﬂsﬁ S35C,S45C,S50C SCM,SKT,SKD SCM,SKT,SKD SUS304 FC/FCD
Material Code
e 7))
HRC<20 HRC20~30 HRC30~45 - HRC<30 ALY
Hardness ﬁu
EIHIZEE Ve 90m/min 65m/min 50m/min 40m/min 80m/min
g S B S 7 S [~ S B S [=
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
3mm 9,550 830 6,900 620 5,310 410 4,250 230 8,490 860
5mm 5,730 620 4,140 460 3,190 320 2,550 170 5,100 840
8mm 3,580 570 2,590 440 1,990 290 1,590 160 3,190 810
10mm 2,870 530 2,070 390 1,590 260 1,270 140 2,550 800 @)
12mm 2,390 470 1,730 350 1,330 230 1,060 140 2,120 800 E_..
16mm 1,790 400 1,290 310 1,000 210 800 110 1,590 790 ‘g
g
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Remarks Uncoated Drills Reduce 30% RPM & FEED From Coating One. [=}
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1. BEINTBERGT - 55 EEIHE(S) (10~40%) © When the sound is piercing, please lower the spindle speed(S) (10~40%).
2. BEWEEIANAKNE - BARRELEEF) (10~40%) » When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEEH AR - EARIELREEF) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. D FHERERE  BENRENEREAINR  JOaERE  HELRME S -

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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