PROBLEMS AND SOLUTIONS
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&' Incomect toal selection 1 1
a
t3| Incorrect speed and feed selection 2,3 2,3 2,3 2,3
RPM too high 5
RPM too how 4 4 4
E Machine tool specifications restricts RPM's 519
B | Feed rate too high 7 T 7 7 L
§ Fead rale too low 3
& | Incomect adjusted feed rate adjustment ratio 12
“"Machine tool specification restrict feedrate 7.19
Ramg-in is programmed as an axial move 20 20
Thread mill moved or shpped in ils holding device 13 13 13 13 13 13
Tool is sbcking out of the halder too far 15 15 15 15 15 15 15
Runaut betwean thread mall and holder 10 10
E Incorrect coating creating built up edge B, 17 B 17
=
Halix anghe oo low a9 ]
Excessive thread mill wear 1 11
Excessive ool pressune 7,11, 14 7.11,14
u | Workpiece moving in its fiduring 16 16 | 16 16 16 16
'-§ Insufficiant coolant pressure or flow 17 17
= | Lack of machine rigidity 16 16 16 16 16
Incorrect number of passes 22 22
E| Incormect program variables 18, 26 18, 26
E Didn't account for X7 radial moves for lapered threads 24, 26
E, Incomect cutler compensation variablas 23, 26| 23, 26
Helical interpalation oplion not en maching of furned “off” 21,26| 21,26
Machine tool contral is nat formatted to standard ELAASCHASO Code 25, 26
Solutions
1. | Refer to the catalog to insure proper ool selecton. 14. | Check the tool for excessive wear, beginning threads will wear ihe fastesi
2. | Verify the comect speed was selected from the calalog speed and feed chart. | 15, | Make the amount of overhang in the holding device as short as possible,
3. | Verify the correct leed rate was selected from the catalog speed and feed 16, | Verify the workpleces is being properly clamped, retighten or increase stability
chart, if necessary,
4. Increase the spindle speed (RPM). 17, | Increase the coolant fow and volume.
5. | Decrease the spindle speed (RPM). 18, | Check the milling program variables, especially the positive or negative value
associated with | and J values,
6. | Increase tha feed per tooth (IPT). 19, | Make sure tha machine tool has the appropriate axis and path speed
capabilities,
T. Decrease the feed per toolh (IPT). 20, | Make sure the thread mill is arcing in the major diameter instead of making a
radial move.
8. | Imesligate other coalings, 21. | Make sure the machine tool has helical Interpolation option and that it is "on”,
9. | Increase the tool helix 22, | Increass the number of thread mill passes.
10. | Gauge runaut between thread mill and tool holder. 23, | Make sure the culter compensation variables are input into the G41 program
line,
11, | Perform fool change at quicker infervals. 24, | Adjust the program for pipe tap threads to taper out on diameter in XY
directions to creale proper form,
12. | Adjust the feedrate ratio properly to the cormect aclual penetration rate for 25, | Request information from the machine tool builder regarding its programming
internal threads, Refer 1o page 7 for formuta. formats.
13. | Use hydraulic clamping chuck, 26, | Fax a copy of your program to the Applications Engineering Department at
330-364-TEE6,




