2DM 2DTMS 22 EE - Jkset A2S

A E Z20pUof| HAR|AHLE M2 El & (Chips packed or glued at the thread profile)

- Forst HZka~ (Poor coolant)
~ 2T WA (F, BeiC 2, BHE Y § B0 B2E UAY 33 X 27
Improve Coolant (i.e add flood coolant, lateral flute coolant supply for throuht holes)
— W2t ZREE M0 2I1EHIALL.
Add coolant flutes flutes on shank.

MY E A0|Z|= T”E|R] &L LT (Thread go-gage dosen’t fit)
- MY ETHH R 2L (thread too small) — 4 2| R AE{0f| M B #HE ZE4 (Reduce tool radius in offset register)
- M| E0f| 0] LZ(Chip in thread) — '#2t| 7§ (Improve coolant)

MY E7LHH 7HS0{R| 1 UELICE (Thread is getting tapered)
- G5t 3+ SHY (Poor tool clamping)
- 3T EY (&, 279 U4& E0) 7i4 Improve tool holding (i.e shrink fit holders)
- LIAMA U T ET} 42 =2 (thread milling feed too high) — LEAMY & T E ZE4 (reduce thread milling feed)
— 2 E TS S8 B, MR LIRIM TS
(Machining by dividing the number of thread machining into roughing and finishing)

=25t 35 0t2 (Erratic tool wear)
- STHHR WOl AR E — S EH (0 : B AT BH) E ABSHIAIR.
MY E0]| 20| UZ(Chip in thread) — HZHA| 744 (Improve coolant)

7t28{ 20] 20| 3+ 0| 247 JASLICH
(Counterbore chips are winding around the tool)

- RI7| D E7} 48 Y (Chamfer feed too low)
— Q7| D E7t Z7F8HCE (Increase chamfer feed)

AlT2{ S22 0|2 (53] 2% £ Zo| 3y
Loud drilling noise (especially towards the final drilling depth)
- & 24| (Chip problem)
—E2 0|5 £ ZA (reduce drill feed rate)
— AAMQTH E0{7H 3TE AFESHIAIL. (Use tool with coolant through)
— HZX7| 7} (Add peck cycle)

2 Z 37 0k (53] 2! &8 2A0M)

Tool breakage while drilling (especially in long chipping material)
- 21 24| (Chip problem)

—E2 0|4 £ ZA (reduce drill feed rate)

— HMQTL 50|17t 3TE ALESIHAIL. (Use tool with coolant through)

— "7| 27t (Add peck cycle)

EMoj| 20{%= 2! (Chips glued up in the flutes)
- gotst Lzt (Poor coolant)
— LHZE| Agl 7§ (Improve coolant situation)
— HMQIF E0{ZE BTE AFRSHIAIL. (Use tool with coolant through)
— T8 37 A (Use coated tool)

A|E U F 37 ok, 7 ok (Chippage, tool breakage while thread milling)
- 0|5 &&= LIAF 20| 142 =2 (feed rate thread milling too high)
—HY 2 S Y I250 /0| ¢SS EASHIAIR
Check that the chip grooves are free of chips after the boring operation)
- 215 (Vibrations)
— 0|5 £ Z4 (NCHE7t SHH K= o|F B2 2R =2] 210)
Reduce feed rate (Check whether Nc feeds relate to centre point or external track)

LIAF #HO| £2| 945 (120}) Poor thread surface (harmonics)
- & (Vibrations)

— ST 20 ol (RE2] A|A-S AFES1A| OHHAIR!)
(Check tool holder (do not use modular systems!))

— 322 2T YT AR S0l SUY AY0| FOFHF UM WAl 2RI EYELCL
(Check workpiece clamping and fixture. Where the clamping set-up is unstable introduce a distribution of
the cutting force.)

— Aok £ ZH4 (reduce cutting speed)

— 2|0t 0|& £ & £7} (Increase tooth feed rate)

— M| 22 E AT (Introduce distribution of cutting force)
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