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Micro thread cutting tool
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World smallest threaded size 0.1mm is possible to cut.
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Even if the tool should be broken, it is easy to remove it and recover the operation as —
tool dia. is smaller than pilot hole. < . —
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Mugen-Coating realized long tool life.
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Material Micro Grain Carbide B (sH& mm / fliig - [)
Unit (Size : mm / Retail Price : JPY)
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Code No. Thread Size Dia. Effective Length Neck Dia. Shank Dia. Overall Length Retail Price
06-00001-01000 S0.1 0.066 0.15 0.032 4 45 35,000
06-00001-02000 S0.2 0.14 0.31 0.07 4 45 32,000
06-00001-03000 S0.3 0.20 0.48 0.085 4 45 25,000
06-00001-04000 S0.4 0.28 0.61 0.15 4 45 20,000
06-00001-05000 S0.5 0.35 0.77 0.17 4 45 17,000
06-00001-06000 S0.6 0.43 0.93 0.22 4 45 15,000
06-00001-08000 S0.8 0.58 1.24 0.31 4 45 13,000
06-00001-10000 S1.0 0.73 1.55 0.41 4 45 11,000
06-00001-10001 S1.0 0.73 317 0.41 4 45 11,000
06-00001-12000 S1.2 0.93 1.60 0.61 4 45 10,000
06-00001-12001 S1.2 0.93 3.22 0.61 4 45 10,000
06-00001-14000 S1.4 1.08 1.90 0.7 4 45 10,000
06-00001-14001 S14 1.08 3.86 0.7 4 45 10,000
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B When you order, indicate MMTS (S) X (£).
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% S0.1 and S0.2 are original standard by NS Tool Co., Ltd. as a miniature thread standard of JIS is from S0.3.
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Recommended Milling Conditions
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Te) AT Py TR [ AYALRT _ SUS304 _ 5052 _ Ti _ S50C
: , Recommended | Recommended | RS | gty | B | oy | EEE | mome | BREC | xoms
Thread Dia. Pitch pilot hole Dia. | procces Helical | Spindle Spindle Spindle Spindle
Size Speed Feed Speed Feed Speed Feed Speed Feed
mm mm min”’ mm/min min”’ mm/min min”’ mm/min min”’ mm/min
S0.1 0.066 0.025 0.075 R0.017 *2| 20,000 5 20,000 5 20,000 5 20,000 5
S0.2 0.14 0.05 0.15 R0.035 *2| 20,000 5 20,000 5 20,000 5 20,000 5
S0.3 0.2 0.08 0.23 R0.061 *2| 20,000 5 20,000 5 20,000 5 20,000 5
S0.4 0.28 0.1 0.32 R0.070 18,000 5 18,000 5 18,000 5 18,000 5
S0.5 0.35 0.125 0.4 R0.088 15,000 10 15,000 10 15,000 10 15,000 10
S0.6 043 0.15 0.48 R0.110 12,000 10 12,000 10 12,000 10 12,000 10
S0.8 0.58 0.2 0.64 R0.130 10,000 20 10,000 20 10,000 20 10,000 20
S1.0 0.73 0.25 0.8 RO.155 7,000 50 7,000 50 7,000 50 7,000 50
S1.2 0.93 0.25 1 RO.155 6,000 80 6,000 80 6,000 80 6,000 80
S1.4 1.08 0.3 1.15 R0.190 5,000 100 5,000 100 5,000 100 5,000 100
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*1 Radial depth of cut may be divided into multiple cutting
approaches by condition of spindle run-out and machine.
*2 Radial depth of cut must be divided into multiple cutting
approaches for the sizes, S0.1, 50.2, and S0.3.
% Adjust process helical final value based on measured actual Dia.
of the tool if possible.
% Care differences of actual pilot hole Dia. caused by run-out of a
pilot drill and rotation.
% Process Helical is a circular radius value of actual tool movement
when helical process by MMTS.
% Add zero-cut process in case completed thread left deflection
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angle.
*Tool overhang to be as short as possible.
*Extra care of handling when tool setting and measuring.
% Choose appropriate coolant for each working material.
% Care with cutting chip removal.
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(3Thread mill 1 pitch per circle
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Contact NS Tool for further question about program.

T =45 Technical Data
S0.5 R CINTER HF42 )

fERATIE Tool Size: MMTS S0.5

#HlM Work Matelial | #F%2> (Ti)

B (min1) MIREE (mm)

Spindle Speed 15000 Depth of Cu 0.7
EWRE (mm/min) 10 7—2>7hb FAIWIA b
Feed Coolant Oil Mist
EyF (mm 0125 PNTEERE 308177
Pitch ’ Time 30sec/ Thad
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T140-0013 RFEM/IIXBEKAFH1-13-5 HFHEAKFLEIEF TEL.03-3763-5621

HLEEEER
TEL.052-332-0087 FAX.052-332-2757
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TEL.06-6534-4621 FAX.06-6534-4530

TEL.0268-28-5720 FAX.0268-28-5717

FAX.03-3763-2280 http://www.ns-tool.com
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TEL.022-341-5528 FAX.022-341-5529
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TEL.092-260-8550 FAX.092-481-3378
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1) When removing tools from cases, be careful of getting-out of tools and don't touch directly
the cutting edges.

2) Never touch the cutting edges directly with bare hand.

3) Use safety covers and eye protection, as tools may be broken.

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.

The work materials clamp firmly.

Make sure of dimensions of tools and work pieces before starting operation.

Itis necessary to adjust conditions according to the dimensions of work materials and the machine.

Select a cutting fluid appropriate to the particular usage. Using a non-water cutting

fluid could lead to fires due to sparks generated during processing or heat caused by

breakage. Ensure that you take proper fire-prevention measures.

9) If abnormal sound, etc. occurs during processing, stop the machine immediately.
10) Don't modify tools.
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Specifications may change without notice for improvement.




