tﬂﬁu%‘#%ﬁﬁ CUTTING CONDITIONS

BNR—IJ&D
P.497-1~P.497-3 AT-2 5
5 Y
It ot 7
Work Material
25~45HRC 45~50HRC 50~65HRC
HESTHD IR I7Jo— e
Recommended Coolant Air Blow IR
cﬂﬁi%%a 35~75 35~65 35~55
(m/min)
(min™) (mm/min) (mm/t) (min™) (mm/min) (mm/t) (min™) (mm/min) (mm/t)
M 3x05 | 24 | 5968 48 0.01 5,968 48 0.01 5,968 48 0.01
M 4x07 | 31 | 4621 62 0015 | 4621 62 0015 | 4621 62 0015
M 5x08 | 4 3,581 49 0017 | 3,581 49 0017 | 3,581 49 0.017
M 6X1 | 46 | 3114 58 0.02 3,114 58 0.02 3,114 58 0.02
M 8x1.25| 62 | 2310 62 0.03 2,310 62 0.03 2,310 62 0.03
M TM1ox15 | 75 | 1910 67 0.035 1,910 67 0.035 1,910 67 0.035
M12x1.75| 9 1,592 72 0.045 1,592 72 0.045 1,592 72 0.045
M16x2 [117 | 1,224 72 0.055 1,224 72 0.055 1,224 72 0.055
M18X2.5 |14 1,023 55 0.06 1,023 55 0.06 1,023 55 0.06
M20 X2.5 |15.7 912 51 0.065 912 51 0.065 912 51 0.065
No.8-32UNC| 3.1 | 4,621 47 0.01 4,621 47 0.01 4,621 47 0.01
No.10-24UNC| 3.7 | 3,871 54 0015 | 3871 54 0015 | 3871 54 0015
4 -20UNC| 455| 3,148 89 0025 | 3,48 89 0025 | 3,48 89 0.025
4 -28UNF| 4.55| 3,148 89 0025 | 3,48 89 0025 | 3,48 89 0.025
U seisund 57 2,513 85 0.03 2,513 85 0.03 2,513 85 0.03
% -16UNC| 67 | 2,138 89 0035 | 2138 89 0035 | 2138 89 0.035
7he-14UNC| 7.7 | 1,860 91 0.04 1,860 91 0.04 1,860 91 0.04
Y2 -13UNC| 92 | 1,557 77 0.045 1,557 77 0.045 1,557 77 0.045
Yie-28 | 4.86| 2982 %1 0025 | 2,982 %1 0025 | 2,982 %1 0.025
Ve -28 | 576| 2512 %1 0.03 2,512 %1 0.03 2,512 %1 0.03
Rc | va-19 | 798| 1814 %1 0.04 1814 %1 0.04 1814 %1 0.04
(PT) | 34,-19 | 968| 1,493 %1 0.045 1,493 %1 0.045 1,493 %1 0.045
Y, -14 |1161]| 1,246 %1 0.055 1,246 %1 0.055 1,246 %1 0.055
1 -11 [1554] 930 %1 0.065 930 %1 0.065 930 %1 0.065
Yie-27 | 4.86| 2,984 %1 0025 | 2,984 %1 0025 | 2,984 %1 0.025
Ve -27 | 576| 2513 %1 0.03 2,513 %1 0.03 2,513 %1 0.03
Va-18 | 798| 1815 %1 0.04 1,815 %1 0.04 1,815 %1 0.04
NPT = 18 | oes 1,493 %1 0.045 1,493 %1 0.045 1,493 %1 0.045
Y -14 |1161| 1,246 %1 0.055 1,246 %1 0.055 1,246 %1 0.055
1 -11%[1554] 930 %1 0.065 930 %1 0.065 930 %1 0.065
$1LINITRIVRSICEDELEDFET, #1. Values vary depending on the depth of hole to be machined.

1. COVHIRHBERISBEDEZRLIEBDTY . MIDORIINCTOI S LERY—IL
ThreadProlCKDERLIeTOI S LADEREHELET .
2. D—U ORI, F+ v I DOBIKEICK > TREMIRHZEZ DUENHDET.
3. TEDIRNBEZR/IVRICIIR TTEATEL.
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5. EADIHEMECERTTEATEL.

. This cutting condition table shows standard values. When machining, it is
recommended to use the program created by the NC code generator software
ThreadPro.

. Please adjust the cutting conditions depending on the rigidity of machine, tool
holders, and workpiece clamping.

. Tool vibrations should be kept at a minimum level for maximum accuracy.

When machining magnesium alloy materials, please use the coolant oil

recommended by the coolant oil manufacturer. Please also properly dispose the

cutting chips to prevent fire hazards.

. Spindle rotation must be counterclockwise due to the left-hand cut configuration.
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tﬂﬁu%ﬂtgﬁﬁ CUTTING CONDITIONS

HIN-JkD
. P.497-1~P.497-3 AT-2
Work Material u-Bs-BsC- PB
SUS304 - SKD SC-FC- FCD e T
e N e e el
Cﬁ?tﬁg%jgd 35~100 35~100 35~100 35~75
(m/min)
uA| s | oc PR ORI R 5 W o R €
Wit || Uil {min') | (mm/min) | (mm/t) | owin) | eymin) | (mt) | (min) | (mmimin) | (mm/) | (min’) | (mmimin) | (mm®
M 3 X0.5 24 5,968 48 0.01 7,958 64 0.01 7,958 64 0.01 5,968 48 0.01
M 4X0.7 3.1 4,621 62 0.015 | 6,161 83 0.015 | 6,161 83 0.015 | 4,621 62 0.015
M 5X0.8 4 3,581 49 0.017 | 4,775 65 0.017 | 4,775 65 0.017 | 3,581 49 0.017
M 6 X1 4.6 3,114 58 0.02 4,152 78 0.02 4,152 78 0.02 3,114 58 0.02
M M 8X1.25| 6.2 2,310 62 0.03 3,080 83 0.03 3,080 83 0.03 2,310 62 0.03
M10 X1.5 7.5 1,910 67 0.035| 2,546 89 0.035| 2,546 89 0.035 | 1,910 67 0.035
M12X1.75| 9 1,592 72 0.045 | 2,122 95 0.045 | 2,122 95 0.045 | 1,592 72 0.045
M16 X2 11.7 1,224 72 0.055| 1,632 96 0.055 | 1,632 96 0.055 | 1,224 72 0.055
M18 X2.5 |14 1,023 55 0.06 1,364 73 0.06 1,364 73 0.06 1,023 55 0.06
M20 X2.5 [15.7 912 51 0.065 | 1,216 68 0.065 | 1,216 68 0.065 912 51 0.065
No.8 -32UNC| 3.1 4,621 47 0.01 6,161 63 0.01 6,161 63 0.01 4,621 47 0.01
No.10 -24UNC| 3.7 3,871 54 0.015| 5,162 72 0.015| 5,162 72 0.015 | 3,871 54 0.015
Va -20UNC| 4.55| 3,148 89 0.025 | 4,197 119 0.025 | 4,197 119 0.025 | 3,148 89 0.025
4 -28UNF| 4.55| 3,148 89 0.025 | 4,197 119 0.025 | 4,197 119 0.025 | 3,148 89 0.025
v %6 -18UNC| 5.7 2,513 85 0.03 3,351 113 0.03 3,351 113 0.03 2,513 85 0.03
3/8 -16UNC| 6.7 2,138 89 0.035 | 2,851 118 0.035| 2,851 118 0.035 | 2,138 89 0.035
746 -14UNC| 7.7 1,860 91 0.04 2,480 122 0.04 2,480 122 0.04 1,860 91 0.04
12 -13UNC| 9.2 1,557 77 0.045 | 2,076 103 0.045 | 2,076 103 0.045 | 1,557 77 0.045
Y6 - 28 4.86| 2,982 *1 0.025| 3,976 *1 0.025 | 3,976 *1 0.025 | 2,982 *1 0.025
Vs - 28 5.76| 2,512 *1 0.03 3,349 *1 0.03 3,349 %1 0.03 2,512 %1 0.03
Rc Va-19 798| 1,814 *1 0.04 2,419 *1 0.04 2,419 %1 0.04 1,814 %1 0.04
(PT) 35 -19 9.68| 1,493 *1 0.045 | 1,990 *1 0.045 | 1,990 *1 0.045 | 1,493 *1 0.045
2 -14 11.61| 1,246 *1 0.055 | 1,661 *1 0.055 | 1,661 *1 0.055 | 1,246 *1 0.055
1 -11 15.54 930 *1 0.065 | 1,240 *1 0.065 | 1,240 *1 0.065 930 *1 0.065
Vi - 27 486 | 2,984 %1 0.025 | 3,978 *1 0.025 | 3,978 %1 0.025 | 2,984 *1 0.025
Vs - 27 5.76| 2,513 %1 0.03 3,350 %1 0.03 3,350 %1 0.03 2,513 %1 0.03
Va-18 798| 1,815 %1 0.04 2,420 %1 0.04 2,420 %1 0.04 1,815 %1 0.04
NPT 33 -18 9.68| 1,493 *1 0.045 | 1,991 %1 0.045 | 1,991 %1 0.045 | 1,493 %1 0.045
2 - 14 11.61| 1,246 *1 0.055 | 1,661 *1 0.055 | 1,661 %1 0.055 | 1,246 %1 0.055
1 -11%]1554 930 X1 0.065 | 1,240 *1 0.065 | 1,240 *1 0.065 930 %1 0.065

X1LIMITBTVRSICKDRIEDET . 3%1. Values vary depending on the depth of hole to be machined.
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1. COYHIRHEERSBEDEERLIEBDTY . MIDORIEINCTOYS LERY—IL
ThreadProlCK DR LTcTOI S ADERAEHRELE T,

2. D—UORIMRER. F vy I OBIKICK > TREHIRHEEZ DUENHDET,

3. TEDIRNBEZR/IVRICIIR TTEATEL.

4. RIRYY LERYIHICBVWTEIHEHEZ R Y 28R, YIHBRRI XA —HOHET 200%
THEATEV. F 1D < FOUE - BRSEE TSV, FROBNDBHHET,

5. EADIcHEMEEE T TEATEL.

. This cutting condition table shows standard values. When machining, it is
recommended to use the program created by the NC code generator software
ThreadPro.

. Please adjust the cutting conditions depending on the rigidity of machine, tool
holders, and workpiece clamping.

. Tool vibrations should be kept at a minimum level for maximum accuracy.

. When machining magnesium alloy materials, please use the coolant oil
recommended by the coolant oil manufacturer. Please also properly dispose the
cutting chips to prevent fire hazards.

. Spindle rotation must be counterclockwise due to the left-hand cut configuration.
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tﬂﬁu%‘#%ﬁﬁ CUTTING CONDITIONS

)
P.497-1~P.497-3 AT-2 5
PI,== IS LA N N , Y
AL~ AC. ADC MC - ZDC Ti-6Al-4V
e et et et o
Cﬁ)t:{ﬁgi?ggd 35~100 35~100 35~55
(m/min)
aums] e | oc | 5K W08 [union i | wnu ot g | ou |song
WicEr] || Uil in) (mm/min) (mm i) (mm/min) (/) min) (mm/min) Lo
M 3 X0.5 24 10,610 85 0.01 7,958 64 0.01 5,968 48 0.01
M 4X0.7 3.1 8,214 11 0.015 6,161 83 0.015 4,621 62 0.015
M 5X0.8 4 6,366 87 0.017 4,775 65 0.017 3,581 49 0.017
M 6 X1 4.6 5,536 103 0.02 4,152 78 0.02 3,114 58 0.02
M M 8X1.25| 6.2 4,107 111 0.03 3,080 83 0.03 2,310 62 0.03
M10 X 1.5 7.5 3,395 119 0.035 2,546 89 0.035 1,910 67 0.035
M12 X1.75| 9 2,829 127 0.045 2,122 95 0.045 1,592 72 0.045
M16 X2 11.7 2,176 129 0.055 1,632 96 0.055 1,224 72 0.055
M18 X2.5 |14 1,819 97 0.06 1,364 73 0.06 1,023 55 0.06
M20 X2.5 |15.7 1,622 91 0.065 1,216 68 0.065 912 51 0.065
No.8 -32UNC| 3.1 8,214 84 0.01 6,161 63 0.01 4,621 47 0.01
No.10 -24UNC| 3.7 6,882 96 0.015 5,162 72 0.015 3,871 54 0.015
Va -20UNC| 4.55 5,597 159 0.025 4,197 119 0.025 3,148 89 0.025
V4 -28UNF| 4.55 5,597 159 0.025 4,197 119 0.025 3,148 89 0.025
v %6 -18UNC| 5.7 4,468 151 0.03 3,351 113 0.03 2,513 85 0.03
3/8 -16UNC| 6.7 3,801 158 0.035 2,851 118 0.035 2,138 89 0.035
746 -14UNC| 7.7 3,307 162 0.04 2,480 122 0.04 1,860 91 0.04
12 -13UNC| 9.2 2,768 137 0.045 2,076 103 0.045 1,557 77 0.045
Yie - 28 4.86 5,302 %1 0.025 3,976 %1 0.025 2,982 %1 0.025
s - 28 5.76 4,465 %1 0.03 3,349 %1 0.03 2,512 %1 0.03
Rc Va-19 7.98 3,225 %1 0.04 2,419 %1 0.04 1,814 %1 0.04
(PT) 3 -19 9.68 2,654 %1 0.045 1,990 %1 0.045 1,493 %1 0.045
2 -14 11.61 2,215 *1 0.055 1,661 *1 0.055 1,246 *1 0.055
1 -11 15.54 1,654 *1 0.065 1,240 *1 0.065 930 *1 0.065
Yie - 27 4.86 5,304 %1 0.025 3,978 %1 0.025 2,984 %1 0.025
Vs - 27 5.76 4,467 %1 0.03 3,350 %1 0.03 2,513 %1 0.03
Va-18 7.98 3,227 %1 0.04 2,420 %1 0.04 1,815 %1 0.04
NPT 33 -18 9.68 2,655 %1 0.045 1,991 %1 0.045 1,493 %1 0.045
2 -14 11.61 2,215 %1 0.055 1,661 %1 0.055 1,246 %1 0.055
1 - 11%]1554 1,653 *1 0.065 1,240 *1 0.065 930 *1 0.065

LML DTVREICKDRIEDET .

1. COVHIRHBERISBEDEZRLIEBDTY . MIDORIINCTOI S LERY—IL
ThreadProlCKDERLIeTOI S LADEREHELET .

2. D—U ORI, F+ v I DOBIKEICK > TREMIRHZEZ DUENHDET.

3. TEDIRNBEZR/IVRICIIR TTEATEL.

4. RIRY U LGRYEICEVWTIHEHRZER Y 28R, YIEIRRI X —H ORI 0%
TERATEV, T b < FORE - BRSERETEL. BROBNHBDET,

5. ERDIcHEMEEE T TEATEL.

#*FyUEE - NiIBGECRAUTEAEMEEIEEZ CEADL QUITRET1DEEBLLE
FAR—)VEINY A X Gl © OFN) TIT Y 2550 H LERkRIEATNE T,

#1. Values vary depending on the depth of hole to be machined.

. This cutting condition table shows standard values. When machining, it is
recommended to use the program created by the NC code generator software
ThreadPro.

. Please adjust the cutting conditions depending on the rigidity of machine, tool

holders, and workpiece clamping.

Tool vibrations should be kept at a minimum level for maximum accuracy.

When machining magnesium alloy materials, please use the coolant oil

recommended by the coolant oil manufacturer. Please also properly dispose the

cutting chips to prevent fire hazards.

. Spindle rotation must be counterclockwise due to the left-hand cut configuration.
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3 For titanium alloys and Ni-based alloys, the above condition table applies only
when using a water-soluble cutting fluid and processing with a thread length of
approximately 1xD or an oil hole compatible size (oil hole column: O mark).
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tﬂﬁu%#':gﬁﬁ CUTTING CONDITIONS

HIN—J&D

P.497-1~P.497-3 AT-2
wjﬁfnmagim Ni[l%sg%lliﬁ 7’7P|Zaz'-ic'y &
4 >332V Inconel —
el e e
e 35 ~55 35~100
(m/min)
(min™) (mm/min) (mm/t) (min™) (mm/min) (mm/t)
M 3x05 | 24 4,642 37 0.01 7,958 64 0.01
M 4%0.7 | 3. 3,594 49 0.015 6,161 83 0.015
M 5%0.8 | 4 2,785 38 0.017 4,775 65 0.017
M 6x1 | 46 2,422 45 0.02 4,152 78 0.02
M M 8x1.25] 62 1,797 49 0.03 3,080 83 0.03
M10X15 | 7.5 1,485 52 0.035 2,546 89 0.035
M12%1.75| 9 1,238 56 0.045 2,122 95 0.045
Mi6x2 [117 952 56 0.055 1,632 % 0.055
M18 %25 |14 796 42 0.06 1,364 73 0.06
M20x25 [15.7 710 40 0.065 1,216 68 0.065
No.8 -32UNC| 3.1 3,594 37 0.01 6,161 63 0.01
No.10 -24UNC| 3.7 3,011 42 0.015 5,162 72 0.015
14 -20UNC| 4.55 2,449 69 0.025 4,197 119 0.025
14 -28UNF| 4.55 2,449 69 0.025 4,197 119 0.025
U Siesune 57 1,955 66 0.03 3,351 113 0.03
% -16UNC| 6.7 1,663 69 0.035 2,851 118 0.035
The -14UNC| 7.7 1,447 71 0.04 2,480 122 0.04
15 -13UNC| 9.2 1,211 60 0.045 2,076 103 0.045
Yie-28 | 4.86 2,320 %1 0.025 3,976 %1 0.025
Y% -28 | 576 1,954 %1 0.03 3,349 %1 0.03
Rc | Va-19 | 798 1,411 %1 0.04 2,419 %1 0.04
(PT) | 34-19 | 968 1,161 %1 0.045 1,990 %1 0.045
14 |11.61 969 %1 0.055 1,661 %1 0.055
1 -11 [1554 724 %1 0.065 1,240 %1 0.065
Yie-27 | 4.86 2,321 %1 0.025 3,978 %1 0.025
% -27 | 576 1,954 %1 0.03 3,350 %1 0.03
Y4-18 | 7.98 1,412 %1 0.04 2,420 %1 0.04
NPT = 18 | oes 1,161 %1 0.045 1,991 %1 0.045
%-14 [11.61 969 %1 0.055 1,661 %1 0.055
1 - 1114|1554 723 %1 0.065 1,240 %1 0.065

K1LILI BTVREICKDRIEDET

1. COVHIRGBEREFBEDEZRLILHDTY . MIORENCTOIS LERY —IL

ThreadProlCK DR LTcTOI S ADERAEHRELE T,

2. D—U ORIMEOEE. Fv v I OBIEICK > TREIBIRGZER DUEDNSDE T,

3. TRORMEEZR/IRICIIR TTEATE L.

4. TRV D LEREIEIICBVTHIREHEZ AT B, PIHPHEI X —HDHET 260%
TEATEV. Fe 1D <FONE - BRTERT V. FROBNDHOHET,

5. EANDHEMEEIRTTERATEL,

#*FyUEE - NiIBGRCRAUTEABMEIREZ CEAD L RUITRE1DEEDLLE
FAR—)VEIY A X Gyl © OFN) TT Y 255 0H LERMHRIEATNE T,

31. Values vary depending on the depth of hole to be machined.

. This cutting condition table shows standard values. When machining, it is
recommended to use the program created by the NC code generator software
ThreadPro.

. Please adjust the cutting conditions depending on the rigidity of machine, tool
holders, and workpiece clamping.

. Tool vibrations should be kept at a minimum level for maximum accuracy.

When machining magnesium alloy materials, please use the coolant oil

recommended by the coolant oil manufacturer. Please also properly dispose the

cutting chips to prevent fire hazards.

. Spindle rotation must be counterclockwise due to the left-hand cut configuration.
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% For titanium alloys and Ni-based alloys, the above condition table applies only
when using a water-soluble cutting fluid and processing with a thread length of
approximately 1xD or an oil hole compatible size (oil hole column: O mark).




tﬂﬁu%‘#%ﬁﬁ CUTTING CONDITIONS

P.497-4 AT-2 R-SPEC
e TZIVZZU LEEHEY PIEZULGEREM - N IRV U LEE fHEE
Work Material Aluminum Alloy Casting Aluminum + Magnesium Alloy Copper Alloy
oricateria AC4C - ADC A5052 - A7075 - AZ91 + AZ80A C1100
HESBTHIRA] KA ELE A KA LI HRA KA ELIERA]
Recommended Coolant Water-Soluble Water-Soluble Water-Soluble
CIHIERE
Cutting Speed 100 ~300 100 ~300 100 ~300
(m/min)
205717 25D A7 2D 25D 4147 2DFA4 T 25D
2xDType 2.5xDType 2xDType 2.5x D Type 2xDType 2.5x D Type
T |oc 15400 17400 17400 FETD) 17400 19500
ThreadSize | ™ | g k) EAE A0EE | X DR w0EE | O BRRE K0EE| ) EEEE0EE| 20 BeeE nae|
Speed | Feed 2 | Speed | Feed 2 | Speed | Feed 2 | Speed | Feed 2 | Speed | Feed 2 | Speed | Feed =2
(min”") | (mm/min)|EEAPET00M) (myin ) | (mmy/min)|FEEAPETOON (myin) | (/i) |EEPETOON) (i) | (/i |EEAPETOON) (i) | (mmy/min | EEAPEITOO (i) | (/i | FeedprTooth
(mm/t) (mm/t) (mm/t) (mm/t) (mm/t) (mm/t)
M 3X0.5 | 2.4{13,263/ 1,592 | 0.3 |13,263/1,592| 0.3 |13,263| 159 | 0.03 [13,263| 159 | 0.03 |13,263| 159 | 0.03 [13,263| 159 | 0.03
M 4X0.7 |3.1/14,375/ 1,941 | 03 |14,375/1,941| 03 |14,375 194 | 0.03 |14,375| 194 | 0.03 [14,375| 194 | 0.03 |14,375] 194 | 0.03
M 5X0.8 |4 [15915/1,910| 0.3 |12,732/{1,528 | 0.3 |15915| 255 | 0.04 (12,732 204 | 0.04 |15915| 255 | 0.04 (12,732 204 | 0.04
M 6X1 4.6(15,224/ 2,842 | 04 |11,072| 2,067 | 04 |15224| 284 | 0.04 (11,072| 207 | 0.04 [15224| 284 | 0.04 (11,072| 207 | 0.04
M 8X1.25|6.2{12,322/ 2,218 | 04 | 8214/ 1479 | 04 |12,322| 277 | 0.05 | 8,214/ 185 | 0.05 12,322 277 | 0.05 | 8,214 185 | 0.05
M10X1.5 | 7.5/10,186| 2,037 | 04 | 6,791/ 1,358 | 0.4 |10,186| 255 | 0.05 | 6,791| 170 | 0.05 10,186 255 | 0.05 | 6,791 170 | 0.05
M12X1.75/9 | 8488/ 1,698| 04 | 5659/1,132| 04 | 8488 212 | 0.05 | 5659 141 | 0.05 | 8,/488| 212 | 0.05 | 5659 141 | 0.05

REDHEICT—I PR, F v v o OBIEEOERRRICKD. TR ZRETE.

wn

BORNEEZR/IRICHIZ TTERATEL.
. RIRY D LAEEIRICBVTYIHEERZ MR Y DI VIR X —HOHET 260%

CHEATEV. &z 40D <FOIUE - ERISERTEV.. FEROBNHEHDET .

ES

. RO EHPEEE C SEATEL.

. ThreadPro CHIMAR TS NDUIHIRHIFSEETT . TEAVELICHID . HIHISRMHERE

1. Before use, please adjust the cutting conditions according to the recommended
cutting condition table as well as the actual machining environment, such as the
rigidity of machine, tool holder and workpiece clamping.

2. Tool vibrations should be kept at a minimum level for maximum accuracy.

3. When machining magnesium alloy materials, please use the coolant oil

recommended by the coolant oil manufacturer. Please also properly dispose the
cutting chips to prevent fire hazards.
4. Spindle rotation must be counterclockwise due to the left-hand cut configuration.
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