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Drilling, Threading and Chamfering in one tool
High-quality and efficient machining !_-

operation without changing tools.
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Lithuania  Moldova
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HARD series CBN HIEL Al2|R

A0[£82 dlcd Alg|R CBN EndMills Series

High Speed EndMills Series
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JJ series
AdZE29cg A2|X
EndMills for Hardened Steel

HARD series
247488 HEY Al2|2
High Speed EndMills Series

7
E series
ZEHZA A A2 X
EndMills for Heavy Cuts ,__-J e g
S FOR SUS & TITANIUM
G series SUS, EJE[S 7128 A=Y Al2|R
He A Ag[= EndMills for SUS & Inconel

EndMills for General purpose Vi
|

25848 A

Various Symmetry EndMills
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South Africa

l'l 1 lh\\l@w

—

.

R-TAC
L - R-TACZE AEZ Al2[R
FOR GRAPHITE R-TAC Coated EndMills Series

207138 ACY N2iX
EndMills for Graphite
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EndMills for Composite

Globally exporting the
Outstanding quality i)

JITOOLS

|20l MAE Iy EA GHAO 2 10| 3122 0]0{7 L LY, Drills

We are doing our best for customers’ productivity improvement via continual efforts L Ag|R
for quality innovation and applying the newly qualified technology to the products.
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4ETM Series 2DTM Series 4AMTM Series

A

Lineup optimized for threading

suitable for various work materials.
CHFSH AR O THE LIAPZFE0) 2| 2i5HE BFoIQ] |

4STM Series 4HTM Series 4ANPTM Series

Jil




4ETMR Series 4LTM Series TRTM Serles

LI

THREAD MILLS

« High-precision chucking system, which has same or higher level of clamping power as shrink-fit chuck
or hydraulic chuck, is recommended for thread milling operations below M6.
. M6 O[5}2] M2 ROIA| HHESZ COF O AFO TR 2Z| A|AEIS HRFBH

4BSP Series 4HBSP Series 4BSPT Series

|
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ANPTS Series
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Drilling and Thread milling are performed simultaneously !
LI} = al
4 BE P |5 A ES

4Flutes Multi-functional Thread mills / )
for Generality i 4E TM

+ HRc400[3t0] BHEZ, B2|5tEZ, 32, Etazt 28 712

+ E2Z G LI LZ0] S0 3]0 MTZO R LA Hefo]
0f22) ElLict,

- B 2 SJH0|D], OEE LAY 21 LA 32I0] BE FKSBILILY

4 TISIN-S
coating /

9

- Thread Mills for Hardened steels (HRc~40), Pre-hardened steels,
Alloy steels, Carbon steels, Cast irons.

« Dirilling and thread milling are performed simultaneously,
finishing with chamfer process.
« All tools are left-harded, thread mills capable of right-handed rotation and

left-handed rotation.
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Drill & thread When desired thread is complete, Chamfer

move to center, then exit hole

=7 = O O]=
LEAF FFBAIZF EHES $I5H]
For shortening thread milling time !

2K HIE34 M8 Cpls S EY

O -O

2Flutes Multi-funtional Thread Mills / ;
for Non-ferrous Metal i 2 D TM )

. YE|5, Y205 BF S HE HFE B
& I 0/ 5HLIO| 72 (0| FHBAIZIE 5 AIBILI
- HEE40) HEC

g - Thread Mills for Aluminum alloys, Non-ferrous and

ri By . Non-metalic materials g

Chamfering « One tool operation method without changing tool, it enables to save
machining time.

+ Recommended for non-ferrous metals.

=i o A cg, o1z 224 24360° 2 ot 213 7
L2g LIAPIS, BZ7k50] ZAlof ! Drill & Chamfer BIZIAIF LA} 22 e P

Drilling, Threading and chamfering Threa;]d Ir]nillinglwitthaGBeaverse
in one tool operation ! elix angle o

=
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High spindle speed and feed per tooth are available !
4 48 B2l A L3 EFY) #E =g

4Flutes Helic Nick Type Thread Mills [
P 4NKTM)

for Generality

) - HRe620/519 227, T2EIE Y, B3, EAZ FH I
Tgosa‘l;’x;gs ; - L Z2 LAPIESE 2ot HB|Z 2|H EfeE AESIASLICH
. B QELIA Y QLA Q10| BE FHSEILICH
- Thread Mills for Hardened steels (HRc ~62), Pre-hardened steels,
Alloy steels, Carbon steels, Cast irons.
+ Rib type helical design is applied for deep threading.

- Both right and left threading are available.

e

2| Z AR glajA 2} 360° 2 odtst HHERFOI
oj3]2 05 SIRIAI7 LA 2RI TS
Move to helical Thread milling with a reverse Repeat task
starting position helix angle of 360°

LFC XHAFH == Ols
= ARSI E ¢t !
For low cutting forces over load !

4 HE 212 H|O|H LIAf 742 SEEY

= OO L.
4Flutes Pipe Taper Thread mills i
for Generality &'N P TM}

- HRc480/5te| 1Z=Z, =2[ot=2, a2, Et42 FE kS

- &2 ZAESHE Rlof E|O|H HEZ AFES AF BLLY,

> |- B OELAY QLA A0] 5 TSI

: —c - Thread Mills for Hardened steels (HRc ~48), Pre-hardened steels,
Tgasalltt’ivn gs 74 Alloy steels, Carbon steels, Cast irons.

& + Using taper endmill is recommended to reduce cutting wear.

+ Both right and left threading are available

L£g Mo ‘E-iﬂlé 2t360° DEI 9,”5”‘_5%# e
Move to helical SIHAF LA ZE IS Advance curve
starting position Thread milling with a reverse

helix angle of 360°
www.jjtools.co.kr ‘ 07



| Carbide End Mills INDEX

A2 = =3 371 Holx
SIZE
SERIES MODEL NO. @ (mm)  PAGE
Eﬂ: 4ETM O 4—40%}5—212 12 Multi-functional Thread Mills & Ct7|5 42| =L (L Rotation)
E 4ETMA NO‘A%&@Q&% 14 Thread Mills for Aluminum 220|528 C7|5 #2| =L (L Rotataion)
% 4ETMS No_4_40’\4337y_212 16 Multi-functional Thread Mills for SUS SUSE Ct7|i5 A EL (L Rotation)
E 4ETMR M3~M23 18  for multi-functional engraving/router #& C}7|i5 2Zt7|2 (R Rotation)
E 4ETMRA M1.4~M23 19  for Aluminum engraving/router 220l 48 Ci7|5 22¢7|2 (R Rotation)
[—  JETMRS M3~M23 20  Multi-functional engraving/router for SUS SUS& 7128 LI 221718 (R Rotation)
e S———+——+ 2DTM M1.4~M16 21  Thread Mills for Non-ferrous Metal H|#348 C}7|5 2L
2 4ATRTM Tr8~Tr26 22 TRThread Mills TRLIA #2E%
2/ ATRTMS Tr8~Tr26 23  TRThread Mills for SUS SUSS TRLIA} #2lE 2
———  AMTM M1~M18 24 Thread Mills with One Thread & CI7Ii5 A2 E 2 (LA
ﬁ ]| AMTMA M1~M18 25  Thread Mills with One Thread for Aluminum LZ20[4&-8 AL (1LEAM
—— A4MTMS M1~M18 26  Thread Mills with One Thread for SUS SUSS S22 (1LIA)
- )]  4STM ONCVRE 27 short Flute Thread Mills for Mutti Purpose #8 28 & ##|=
—— 4STMA U'\,A\IEM,%E 30  Short Flute Thread Milsl for Aluminum L 20[&8 % & Aycy
e 4STMS OEME2 33 short Flute Thread Mills for SUS SUSS 3 & 42 =
[ — = N 1/16'~21/2" 36 pipeShort Parallel Thread Mills for Multi Purpose '8 THO|Z 52 & B LAk 712
I  4BSPA 1/16'~21/2" 37 pipe Short Parallel Thread Mils! for Aluminum 2=0|i THo|= 2 & B8 Ltk 712
i  4BSPS 1/16'~21/2" 38 Pipe Short Parallel Thread Mill for SUS SUS THO| B2 't T3t LpA} 712
E 4HTM U’\ﬁl%'\dllllé 39 Helix Thread Mills For Multi Purpose #& 2|4 s3j|cy
E 4HTMA U'\ﬂ%'\d',llg 47 Helix Thread Mills for Aluminum L2058 #aIA Agcy
B ——  4HTMS M3MIE 43 Helix Thread Mills for SUS SUSS B2l s
i ————————— 4HBSP 1/16'~21/2" 45  Pipe Parallel Thread Mills for Multi Purpose £ I0|Z Ta# LEAt 7+

4HBSPA  1/16'~21/2" 46  Pipe Parallel Thread Mills for Aluminum 220 Dto|Z T3 LAt 7+

4HBSPS 1/16'~21/2" 47  Pipe Parallel Thread Mills for SUS SUS I0| I T&4 LA} 742

E 4L T™M UNC, LYNiNm%E 48 Helix Long Thread Mills For Multi Purpose & 24 71 Zi0] #3|=2

4L TMA UNC, BAN?’;mZEE 51 Helix Long Thread Mills for Aluminum 220|558 &

el
Ju
-

4LTMS NG, L'\JAN3F~L%2EE 54 Helix Long Thread Mills for SUS SUS &2lA 71 Zi0| #2f|=

B Y7/ HEQ FEHE Y MY2 FAHMCZ Ql5f o 2 3t0| HAE o~ ASLICE

08 | < uitooLs



oasiEd
Pre-hardened
Steel

1A
Hardened Steel
~HRc55 | HRc55~65

e &3z
Heat Resistance

Alloy

ElEts

Titanium

* Z|& Most Suitable /| © &gt Suitable /

ARl AZ
Stainless
Steel

2205

Aluminum

T2
Copper

B

Carbon
Steel

g

Graphite

O 7t Available

23t4d |A.B.S+A
CFRP
GFRP Resin

* * ©

© © * ©

* * *
* * ©

© © * ©
* * ©

© * *

* ©)

* * © * *
* * ©

© © © © * ©

* © O * *
* * ©

O O O © * ©)

* © ©) * *
* * ©

O O O © * ©)

* O * *
* * ©

O * O

* O * *
* * ©

O * ©)

* * *
* * ©

O O * @)

B EDP. Number and Specifications are can be changed without notification for quality improvement.
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| Carbide End Mills INDEX

NEES

SERIES

THREAD

MILL

Ay

=3 371 Holx
SIZE
MODEL NO. @ (mm)  PAGE
4ANKTM M3~M20 57  Helix Nick Type Thread Mills for Multi Purpose & #1214 L|= Efe] majca
4ANKTMA M3~M20 671  Helix Nick Type Thread Mills for Aluminum 220} H2|A L3 B A=Y
ANKTMS M3~M20 65 Helix Nick Type Thread Mills for SUS SUSE #2|A L|3 Ef Agcd
4BSPT 1/16"~2" 69  PipeTaper Short Thread Mills for Multi Purpose #2 T}0|Z 22 i E0|T] LiA 712
4BSPTA 1/16"~2" 70 PipeTaper Short Thread Mills for Aluminum 20/ 0| 32 & E{0Tf LiA 7H2
4BSPTS 1/16"~2" 71  PipeTaper Short Thread Mills for SUS SUS TH0|= &2 & B{0[H LIA 7+
4ANPTS 1/16"~2" 72 PipeTaper Short Thread Mills for Multi Purpose & THOIZ 32 & EIO|T LiAt 72
4ANPTSA 1/16'~2" 73 PipeTaper Short Thread Mills for Aluminum 2205 THo| = 32 & E|O[T LA 712
ANPTSS 1/16'~2" 74 PipeTaper Short Thread Mills for SUS SUS THO| 5 & O[T LIAF 713
4BSTM 1/16"~2" 75  Pipe Taper Thread Mills for Multi Purpose € 0| E0|T{ LA} 7k2
4BSTMA 1/16"~2" 76  PipeTaper Thread Mills for Aluminum 220} THO| = E|0[Tf LIAL 7}2
4BSTMS 1/16'~2" 77  Pipe Taper Thread Mills for SUS SUS Tt0| = El0|H LA} 742
ANPTM 1/16"~2" 78  PipeTaper Thread Mills for Multi Purpose #& 0| E|O|T LiAt 7H2
4ANPTMA 1/16'~2" 79  Pipe Taper Thread Mills for Aluminum 220} THo|= E0[H LiAF 7HE
ANPTMS 1/16'~2" 80  Pipe Taper Thread Mills for SUS SUS Tt0| = ElO|H LA} 742
4MTM M1.2~M2.5 81 forDental Implants (Three Thread) |2} QZ2tE8 (3LIAMA
4MTM MO.8~M2.6 81 for Dental Implants (Three Thread) |2t QZ2tE L (3LIAMAL

10 | < uutooLs
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* Z|4 Most Suitable / © A& Suitable / O 7}s Available
(o]

Z25t=EY s=Z #a2/813 |HE &=2 | ElEks | AHAZ

orznlE | Fa] |HAZ | B | 22AY |ABSAA
Carbon CFRP

Pre-hardened| Hardened Steel Alloy Steel | Heat Resistance Stainless

Steel ~HRC55 |HRC55~ 65| Tool Steel Alloy Titanium Steel Aluminum | Copper | Steel |Graphite|] GFRP Resin
* * * * *
* *
© © © * * ©
* © O * *
* *
O O O © * O
* © O * *
* *
O O O © * O
* O * *
* *
O * O
* O * *
* *
O * O
O * ©
O * ©

B EDP. Number and Specifications are can be changed without notification for quality improvement.
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Ef M 4 Flutes Multi-functional Thread Mills for Multi Purpose (L Rotation)
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« Thread Mills for Hardened steels(HRc ~40), Pre-hardened steels,
Alloy steels, Carbon steels, Cast irons

With one 4ETM tool, it's available for drilling, threading and chamfering all together.
Pre-drilling for tapping is no longer needed.

It can also be used on blocked holes, penetrating holes, and sloping curved surfaces
as multi-function tool.

If the diameter of hole is longer than 2D without pre-drilled hole, use the tool with
coolant for the better chip emission.

It can be used for heli coil threading.

The main cjire:ction of tool rotation is left-handed (M4) and the direction of
TISIN-S 5° CUTTING threading is right-handed.
CosBil Helix Angle Rotatlun DATA

ISO= zx" °FE kel Unit: mm

QB (Without coolant)

4ETM 024 070 S06 M3 M3 0.5 4 2 1.37 217 2.4 7 0.4 60 6
4ETM 024 085 S06 M3 M3 0.5 4 2 137 217 | 24 8.5 0.4 60 6
4ETM 032 092 S06 M4 M4 0.7 4 2 1.74 | 288 3.2 9.2 0.57 60 6
4ETM 032 112 S06 M4 M4 0.7 4 2 1.74 2.88 3.2 11.2 0.57 60 6
4ETM 039 115 S06 M5 M5 0.8 4 2 221 | 3.61 3.9 11.5 0.7 60 6
4ETM 039 144 S06 M5 M5 0.8 4 2 221 3.61 3.9 14.4 0.7 60 6
4ETM 047 140 S06 M6 M6 ~ M9 1 4 2 2.82 4.4 4.7 14 0.79 60 6
4ETM 047 170 S06 M6 M6 ~ M9 1 4 2 2.82 4.4 4.7 17 0.79 60 6
4ETM 061 180 SO8 M8 M8 ~ M12 1.25 4 2 4 5.8 6.1 18 0.9 65 8
4ETM 061 220 S08 M8 M8 ~ M12 1.25 4 2 4 5.8 6.1 22 0.9 65 8
4ETM 078 230 S08 M10 M10 ~ M15 1.5 4 2 5.16 7.4 7.8 23 1.12 65 8
4ETM 078 280 SO8 M10 M10 ~ M15 1.5 4 2 5.16 7.4 7.8 28 1.12 65 8
4ETM 090 260 S10 M12 M12 1.75 4 2 6.2 8.6 9 26 1.2 80 10
4ETM 090 330 S10 M12 M12 1.75 4 2 6.2 8.6 9 33 1.2 80 10
4ETM 118350 S12 M16 M16 ~ M23 2 4 2 7.4 11.4 118 35 2 100 12
4ETM 118430S12M16 M16 ~ M23 2 4 2 7.4 114  11.8 43 2 100 12
WEZ]S (With coolant)
4ETM 047 140 S06 M6C M6 ~ M9 1 4 2 2.82 4.4 4.7 14 0.79 60 6
4ETM 047 170 S06 M6C M6 ~ M9 1 4 2 2.82 4.4 4.7 17 0.79 60 6
4ETM 061 180 S08 M8C M8 ~ M12 1.25 4 2 4 5.8 6.1 18 0.9 65 8
4ETM 061 220 SO8 M8C M8 ~ M12 1.25 4 2 4 5.8 6.1 22 0.9 65 8
4ETM 078 230 S08 M10C M10 ~ M15 1.5 4 2 5.16 7.4 7.8 23 1.12 65 8
4ETM 078 280 S08 M10C M10 ~ M15 1.5 4 2 5.16 7.4 7.8 28 1.12 65 8
4ETM 090 260 S10 M12C M12 1.75 4 2 6.2 8.6 9 26 1.2 80 10
4ETM 090 330 S10 M12C M12 1.75 4 2 6.2 8.6 9 33 1.2 80 10
4ETM 118 350 S12 M16C M16 ~ M23 2 4 2 7.4 114 118 35 2 100 12
4ETM 118430 S12 M16C M16 ~ M23 2 4 2 7.4 114 | 11.8 43 2 100 12

12 | < aatooLs



E T M 4 Flutes Multi-functional Thread Mills for Multi Purpose (L Rotation)
4 ==y
g HELP|s A2 EY (FEH)

American UN o] Unit: mm

QIRZ R (Without coolant)

4ETM 021 072 S06 No.4, No.5 40 4 2 1 176 | 2.1 7.2 0.38 60 6
4ETM 021 088 S06 No.4, No.5 40 4 2 1 1.76 | 2.1 8.8 0.38 60 6
4ETM 026 086 S06 No.6, No.8 32 4 2 132 | 221 26 8.6 0.45 60 6
4ETM 026 105 S06 No.6, No.8 32 4 2 132 221 26 105 045 60 6
4ETM 030 100 S06 No.8 No.10 32 4 2 1.42 2.62 3 10 0.6 60 6
4ETM 030 122 S06 No.8 No.10 32 4 2 142 2.62 3 12.2 0.6 60 6
4ETM 035 114 S06 No.10, No.12 24 4 2 158 318 35 114 08 60 6
4ETM 048 145 S06 1/4" 20 4 2 260 429 48 145 0.8 60 6
4ETM 048 180 S06 1/4” 20 4 2 2.69 4.29 4.8 18 0.8 60 6
4ETM 050 144 S06 1/4" 28 4 2 3.2 4.58 5 14.4  0.69 60 6
4ETM 050 178 S06 1/4" 28 4 2 3.2 4.58 5 17.8  0.69 60 6
]S (With coolant)
4ETM 048 145 S08C 1/4" 20 4 2 269 | 429 48 | 145 0.8 65 6
4ETM 048 180 S08C 1/4" 20 4 2 269 429 | 48 18 0.8 65 6
4ETM 050 144 S08C 1/4" 28 4 2 3.2 4.58 5 144  0.69 65 8
4ETM 050 178 S08C 1/4" 28 4 2 3.2 4.58 5 17.8 | 0.69 65 8
4ETM 065 176 S08C 5/16”,3/8" 24 4 2 434 602 65 176 | 0.85 65 8
4ETM 065 218 S08C 5/16”,3/8" 24 4 2 434 | 602 65 218 085 65 8
4ETM 067 260 S08C 3/8” 16 4 2 398 | 618 6.7 26 1.1 65 8

www.jjtools.co.kr ‘ 13



I 48 4 Flutes Multi-functional Thread Mills for Aluminum (L Rotation)
TS 45 Y20l HE L[5 A2 EE (F2]F)

- A20|E, YRI5 HI S HIHHIBL IS

AETMA B7E SiLi0| Z72 £, LA Y T o8 B Sash .

B 7K3S 93t 712 & Y2 O Ol Ha sk oraLict

LIS 372 2317, HE7Y, ZAR T0|AE AFS0| Z5BILICE
A3t 2 S S 9l 2D0140| 7|280| PHEF L IRYS 3 BLICL
22| LA 7KB0| B BLCt,

B70| 23132 o WeH(MA)0| 1, LS H W02 A FLIC,

ed
.

.

Thread Mills for Aluminum, Aluminum alloys, Non-ferrous and
Non-metalic materials

With one 4ETM tool, it's available for drilling, threading and chamfering all together.
Pre-drilling for tapping is no longer needed.

It can also be used on blocked holes, penetrating holes, and sloping curved surfaces
as multi-function tool.

If the diameter of hole is longer than 2D without pre-drilled hole, use the tool with
coolant for the better chip emission.

It can be used for heli coil threading.

The main direction of tool rotation is left-handed (M4) and the direction of
: . 1 threading is right-handed.
+ | RTAC o CUTTING
m ROEOH DATA
96P

ISO 243= c+| Unit: mm

Qe 293 (Without coolant)

4ETMA 0105 033 S04 M014 M1.4 0.3 4 2 0.61 0.95 1.05 3.3 0.17 45 4
4ETMA 0105 040 S04 M014 M1.4 0.3 4 2 0.61 0.95  1.05 4 0.17 45 4
4ETMA 012 037 S04 M016 M1.6~M1.8 0.35 4 2 0.65 | 1.04 1.2 3.7 | 0195 45 4
4ETMA 012 045 S04 M016 M1.6~M1.8 0.35 4 2 0.65 1.04 1.2 4.5 0.195 45 4
4ETMA 0155 045 S04 M2 M2 0.4 4 2 0.94 1.4 | 155 45 0.23 45 4
4ETMA 0155 055 S04 M2 M2 0.4 4 2 0.94 14 | 155 55 0.23 45 4
4ETMA 020 055 S04 M025 M2.5~M2.6 0.45 4 2 116  1.85 2 55 0345 45 4
4ETMA 020 0675 S04 M025 M2.5~M2.6 0.45 4 2 1.16 | 1.85 2 6.75 | 0.345 45 4
4ETMA 024 070 S06 M3 M3 0.5 4 2 137 217 | 2.4 7 0.4 60 6
4ETMA 024 085 S06 M3 M3 0.5 4 2 137 217 | 24 8.5 0.4 60 6
4ETMA 032 092 S06 M4 M4 0.7 4 2 174 | 288 3.2 9.2 0.57 60 6
4ETMA 032 112 506 M4 M4 0.7 4 2 174 | 288 3.2 11.2 057 60 6
4ETMA 039 115 S06 M5 M5 0.8 4 2 2.21 3.6 3.9 11.5 0.7 60 6
4ETMA 039 144 S06 M5 M5 0.8 4 2 2.21 3.61 3.9 14.4 0.7 60 6
4ETMA 047 140 S06 M6 M6~M9 1 4 2 2.82 4.4 4.7 14 0.79 60 6
4ETMA 047 170 S06 M6 M6~M9 1 4 2 2.82 4.4 4.7 17 0.79 60 6
4ETMA 061 180 S08 M8 M8~M12 1.25 4 2 4 5.8 6.1 18 0.9 65 8
4ETMA 061 220 S08 M8 M8~M12 1.25 4 2 4 5.8 6.1 22 0.9 65 8
4ETMA 078 230 S08 M10 M10~M15 1.5 4 2 5.16 7.4 7.8 23 1.12 65 8
4ETMA 078 280 SO8 M10 M10~M15 1.5 4 2 5.16 7.4 7.8 28 1.12 65 8
4ETMA 090 260 S10 M12 M12 1.75 4 2 6.2 8.6 9 26 1.2 80 10
4ETMA 090 330 S10 M12 M12 1.75 4 2 6.2 8.6 9 33 1.2 80 10
4ETMA 118350 S12 M16 M16~M23 2 4 2 7.4 1.4 | 118 35 2 100 12
4ETMA 118430512 M16 M16~M23 2 4 2 7.4 11.4 | 11.8 43 2 100 12
L& S8 (With coolant)
4AETMA 047 140 S06 M6C M6~M9 1 4 2 2.82 4.4 4.7 14 0.79 60 6
AETMA 047 170 S06 M6C M6~M9 1 4 2 2.82 4.4 4.7 17 0.79 60 6
4ETMA 061 180 S08 M8C M8~M12 1.25 4 2 4 5.8 6.1 18 0.9 65 8
4AETMA 061 220 S08 M8C M8~M12 1.25 4 2 4 5.8 6.1 22 0.9 65 8
4ETMA 078 230 S08 M10C M10~M15 1.5 4 2 5.16 7.4 7.8 23 1.12 65 8
4ETMA 078 280 SO8 M10C M10~M15 1.5 4 2 5.16 7.4 7.8 28 1.12 65 8
4ETMA 090 260 S10 M12C M12 1.75 4 2 6.2 8.6 9 26 1.2 80 10
4ETMA 090 330 S10 M12C M12 1.75 4 2 6.2 8.6 9 33 1.2 80 10
4ETMA 118350 S12 M16C M16~M23 2 4 2 7.4 11.4 11.8 35 2 100 12
4ETMA 118430 S12 M16C M16~M23 2 4 2 7.4 1.4  11.8 43 2 100 12
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4 Flutes Multi-functional Thread Mills for Aluminum (L Rotation)

4 2205 HE LIS XHES (F37)

American UN o] Unit: mm

QIRZ R (Without coolant)

4ETMA 021 072 S06 No.4, No.5 40 4 2 1 1.76 2.1 7.2 0.38 60 6
4ETMA 021 088 S06 No.4, No.5 40 4 2 1 1.76 | 2.1 8.8 0.38 60 6
4ETMA 026 086 S06 No.6, No.8 32 4 2 132 | 221 26 8.6 0.45 60 6
4ETMA 026 105 S06 No.6, No.8 32 4 2 132 221 26 105 045 60 6
4ETMA 030 100 S06 No.8 No.10 32 4 2 1.42 2.62 3 10 0.6 60 6
4ETMA 030 122 S06 No.8 No.10 32 4 2 142 2.62 3 12.2 0.6 60 6
4ETMA 035 114 S06 No.10, No.12 24 4 2 158 318 35 114 08 60 6
4ETMA 048 145 S06 1/4" 20 4 2 260 429 48 145 0.8 60 6
4ETMA 048 180 S06 1/4” 20 4 2 2.69 4.29 4.8 18 0.8 60 6
4ETMA 050 144 S06 1/4" 28 4 2 3.2 4.58 5 14.4  0.69 60 6
4ETMA 050 178 S06 1/4" 28 4 2 3.2 4.58 5 17.8  0.69 60 6
B3 (With coolant)
4AETMA 048 145 S08C 1/4" 20 4 2 269 | 429 48 | 145 0.8 65 6
4ETMA 048 180 S08C 1/4" 20 4 2 269 429 | 48 18 0.8 65 6
4ETMA 050 144 S08C 1/4" 28 4 2 3.2 4.58 5 144  0.69 65 8
4ETMA 050 178 S08C 1/4" 28 4 2 3.2 4.58 5 17.8 | 0.69 65 8
4ETMA 065 176 S08C 5/16”,3/8" 24 4 2 434 602 65 176 | 0.85 65 8
4AETMA 065 218 S08C 5/16”,3/8" 24 4 2 434 | 602 65 218 085 65 8
4AETMA 067 260 S08C 3/8” 16 4 2 398 | 618 6.7 26 1.1 65 8
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4 Flutes Multi-functional Thread Mills for Stainless Steels (L Rotation)
= U
45 SUS718& P |s A2[EE (F3]Z)

+ SUS, ElEHs B3 713
- 4ETMS B7E SLie| 872 £, LAY 40 HeiS 25 AdaLC,

G I=ET M
. B7lES 95t 7|2 B Aol o|A+m36+x| 4ELCH
P |s 372 o571y, sy

1215 2 W 9t 2001400] 2801 LTS (e SRAE 24 HUC
A b sla|aY LI-AI- 7k20| 7Hs&HLC}.
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Thread Mills for Stainless and Titanium alloys
With one 4ETM tool, it's available for drilling, threading and chamfering all together.

e o o ©

14p  UE Pre-drilling for tapping is no longer needed.
60° It can also be used on blocked holes, penetrating holes, and sloping curved surfaces
as multi-function tool.
+ If the diameter of hole is longer than 2D without pre-drilled hole, use the tool with
18 o coolant for the better chip emission.
- + It can be used for heli coil threading.
+ The main direction of tool rotation is left-handed (M4) and the direction of
threading is right-handed.
HR 50 CUTTING
Coating | Helix Angle Rotatlun DATA
ISO & zl'l oFE kel Unit: mm

Q|8 F88 (Without coolant)

4ETMS 024 070 S06 M3 M3 0.5 4 2 1.37 217 2.4 7 0.4 60 6
AETMS 024 085 S06 M3 M3 0.5 4 2 137 | 217 2.4 8.5 0.4 60 6
4ETMS 032 092 S06 M4 M4 0.7 4 2 174 | 288 3.2 9.2 0.57 60 6
4ETMS 032 112 S06 M4 M4 0.7 4 2 174 | 288 3.2 112 057 60 6
4ETMS 039 115 S06 M5 M5 0.8 4 2 2.21 3.61 3.9 11.5 0.7 60 6
4ETMS 039 144 S06 M5 M5 0.8 4 2 2.21 3.67 3.9 14.4 0.7 60 6
4ETMS 047 140 S06 M6 M6 ~ M9 1 4 2 2.82 4.4 4.7 14 0.79 60 6
4ETMS 047 170 S06 M6 M6 ~ M9 1 4 2 2.82 4.4 4.7 17 0.79 60 6
4ETMS 061 180 SO8 M8 M8 ~ M12 1.25 4 2 4 5.8 6.1 18 0.9 65 8
4ETMS 061 220 SO8 M8 M8 ~ M12 1.25 4 2 4 5.8 6.1 22 0.9 65 8
4ETMS 078 230 SO8 M10 M10 ~ M15 1.5 4 2 5.16 7.4 7.8 23 1.12 65 8
4ETMS 078 280 SO8 M10 M10 ~ M15 1.5 4 2 5.16 7.4 7.8 28 1.12 65 8
4ETMS 090 260 S10 M12 M12 1.75 4 2 6.2 8.6 9 26 1.2 80 10
4ETMS 090 330 S10 M12 M12 1.75 4 2 6.2 8.6 9 33 1.2 80 10
4ETMS 118350S12M16 M16 ~ M23 2 4 2 7.4 1.4 | 118 35 2 100 12
4ETMS 118430512 M16 M16 ~ M23 2 4 2 7.4 11.4 | 11.8 43 2 100 12
B 223 (With coolant)
AETMS 047 140 S06 M6C M6~M9 1 4 2 2.82 4.4 4.7 14 0.79 60 6
4ETMS 047 170 S06 M6C M6~M9 1 4 2 2.82 4.4 4.7 17 0.79 60 6
4ETMS 061 180 S08 M8C M8~M12 1.25 4 2 4 5.8 6.1 18 0.9 65 8
4ETMS 061 220 SO8 M8C M8~M12 1.25 4 2 4 5.8 6.1 22 0.9 65 8
4ETMS 078 230 SO8 M10C M10~M15 1.5 4 2 5.16 7.4 7.8 23 1.12 65 8
4ETMS 078 280 S08 M10C M10~M15 1.5 4 2 5.16 7.4 7.8 28 1.12 65 8
4ETMS 090 260 S10 M12C M12 1.75 4 2 6.2 8.6 9 26 1.2 80 10
4ETMS 090 330 ST0M12C M12 1.75 4 2 6.2 8.6 9 33 1.2 80 10
4ETMS 118 350 S12 M16C M16~M23 2 4 2 7.4 11.4 11.8 35 2 100 12
4ETMS 118430 S12 M16C M16~M23 2 4 2 7.4 1.4  11.8 43 2 100 12
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GETMS

American UN

4 Flutes Multi-functional Thread Mills for Stainless Steels (L Rotation)

44 SUS JIB-8 7|5 Ay e (Fs/z)

o9l Unit: mm

QEF]S (Without coolant)
4ETMS 021 072 S06 No.4, No.5 40 4 2 1 1.76 2.1 7.2 0.38 60 6
4ETMS 021 088 S06 No.4, No.5 40 4 2 1 1.76 | 2.1 8.8 0.38 60 6
4ETMS 026 086 S06 No.6, No.8 32 4 2 132 | 221 26 8.6 0.45 60 6
4ETMS 026 105 S06 No.6, No.8 32 4 2 132 221 26 105 045 60 6
4ETMS 030 100 S06 No.8 No.10 32 4 2 1.42 2.62 3 10 0.6 60 6
4ETMS 030 122 S06 No.8 No.10 32 4 2 142 2.62 3 12.2 0.6 60 6
4ETMS 035 114 S06 No.10, No.12 24 4 2 158 318 35 114 08 60 6
4ETMS 048 145 S06 1/4" 20 4 2 260 429 48 145 0.8 60 6
4ETMS 048 180 S06 1/4” 20 4 2 2.69 4.29 4.8 18 0.8 60 6
4ETMS 050 144 S06 1/4" 28 4 2 3.2 4.58 5 14.4  0.69 60 6
4ETMS 050 178 S06 1/4" 28 4 2 3.2 4.58 5 17.8  0.69 60 6
]S (With coolant)
4ETMS 048 145 S08C 1/4" 20 4 2 269 | 429 48 | 145 0.8 65 6
4ETMS 048 180 S08C 1/4" 20 4 2 269 429 | 48 18 0.8 65 6
4ETMS 050 144 S08C 1/4" 28 4 2 3.2 4.58 5 144  0.69 65 8
4ETMS 050 178 S08C 1/4" 28 4 2 3.2 4.58 5 17.8 | 0.69 65 8
4ETMS 065 176 S08C 5/16”,3/8" 24 4 2 434 602 65 176 | 0.85 65 8
AETMS 065 218 S08C 5/16”,3/8" 24 4 2 434 | 602 65 218 085 65 8
4ETMS 067 260 S08C 3/8” 16 4 2 398 | 618 6.7 26 1.1 65 8
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Multi-

functional Engraving Thread Mills for Multi Purpose (R Rotation)

He
oo

ed

Al 1 5° . R CUTTING
E . DATA
96P

ISO 2y

LS 221718 #2EE (¥5[F)

» HRc400[5t0| TZEZ, T2|5EY, 832, BAZ, 2HIIE

+ JETMR B7E S1LI0| 72 C8,LhA 2 3T 219f D5 233k

« 227|802 Z70| 2251 VWS DE F WIH(M3) 02 A FLIC,
B 7122 9lst 7|2 & A2 o 0 BRsHA| ShaLiCt,

LIS 372 9f8l7%, BHE7S, ZAR ZUOIME AHBO| 7HSELICE
HalRY LA 74Z0| FRSELICE,

« Thread Mills for Hardened steels(HRc ~40), Pre-hardened steels,

Alloy steels, Carbon steels, Cast irons

With one 4ETMR tool, it's available for drilling, threading, and chamfering all together.
For engraving purpose, the main direction of tool rotation and the direction of threading
are right-handed (M3).

Pre-drilling for tapping is no longer needed.

It can also be used on blocked holes, penetrating holes, and sloping curved surfaces as
multi-function tool.

It can be used for heli coil threading.

el Unit: mm

Qe 293 (Without coolant)
4ETMR 024 070 S06 M3 M3 0.5 4 2 1.37 217 2.4 7 0.4 60 6
4ETMR 032 092 S06 M4 M4 0.7 4 2 174 | 288 32 9.2 | 0.57 60 6
4ETMR 039 115 S06 M5 M5 0.8 4 2 2.21 361 39 115 07 60 6
4ETMR 047 140 S06 M6 M6 ~ M9 1 4 2 2.82 4.4 4.7 14 0.79 60 6
4ETMR 061 180 S08 M8 M8 ~ M12 1.25 4 2 4 5.8 6.1 18 0.9 65 8
AETMR 078 230 SO8 M10 M10 ~ M15 1.5 4 2 5.16 7.4 7.8 23 1.12 65 8
4ETMR 090 260 S10 M12 M12 1.75 4 2 6.2 8.6 9 26 1.2 80 10
4ETMR 118 350 S12M16 M16 ~ M23 2 4 2 7.4 1.4 118 35 2 100 12
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Multi-functional Engraving Thread Mills for Aluminum (R Rotation)

Q2|5 MG VIS 221G HHED (BEE)

. 20|15 20|52 S H|H |24 712
AETMRA 75 3iL{0| B72 £ LpAb 2 I &¢j 0.5 4831
277|202 T0| R235|1} SIS = A HISH(M3) Q& I3 EL|C},
B 7128 oI5t 7|2 & 22 O 014 WRSHA SELIL,

L7ls S+2 H42l7d, A4S7Y, AR JHOIME AZ0| 7t ELCh
2| TY LIAF 7HS50| 7HSELC

+ Thread Mills for Aluminum, Aluminum alloys, Non-ferrous, and
Non-metallic materials
With one 4ETMRA tool, it's available for drilling, threading, and chamfering all together.

1/4P s + For engraving purpose, the main direction of tool rotation and the direction of
60° threading are right-handed (M3).
+ Pre-drilling for tapping is no longer needed.
/] + It can also be used on blocked holes, penetrating holes, and sloping curved surfaces
e ol as multi-function tool.

+ It can be used for heli coil threading.

RTAC | 15°

Coating Helix Angle Rotatlon

ISO zléol-E o9l Unit: mm

Q|8 F88 (Without coolant)

4ETMRA 0105 033 S04 M014 M1.4 0.3 4 2 0.61 095 | 1.05 3.3 0.17 45 4
4ETMRA 012 037 S04 MO16 M1.6~M1.8 0.35 4 2 0.65 1.04 1.2 3.7 0.195 45 4
4ETMRA 0155 045 S04 M2 M2 0.4 4 2 0.94 1.4 1.55 4.5 0.23 45 4
4ETMRA 020 055 S04 M025 M2.5~M2.6 0.45 4 2 1.16 1.85 2 55 0.345 45 4
4ETMRA 024 070 S06 M3 M3 0.5 4 2 1.37 217 2.4 7 0.4 60 6
4ETMRA 032 092 S06 M4 M4 0.7 4 2 1.74 2.88 3.2 9.2 0.57 60 6
4ETMRA 039 115 S06 M5 M5 0.8 4 2 2.21 3.61 3.9 1.5 0.7 60 6
4ETMRA 047 140 S06 M6 M6 ~ M9 1 4 2 2.82 4.4 4.7 14 0.79 60 6
4ETMRA 061 180 S08 M8 M8 ~ M12 1.25 4 2 4 5.8 6.1 18 0.9 65 8
4ETMRA 078 230 S08 M10 M10 ~ M15 1.5 4 2 5.16 7.4 7.8 23 1.12 65 8
4ETMRA 090 260 S10 M12 M12 1.75 4 2 6.2 8.6 9 26 1.2 80 10
4ETMRA 118350 S12 M16 M16 ~M23 2 4 2 7.4 1.4 118 35 2 100 12
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G4ETMRS

Multi-functional Engraving/Router Thread Mills for SUS (R Rotation)

ed

~ B o|" CUTTING
96P

ISO 2y

Qe 293 (Without coolant)

SUSELPI5 ZZ7Ig #2ED (Bld)

SUS, E|EtEESE 715

AETMRS 7= tL2| 32 B2 LIAF 3 T 21 RE 3lisL Ct
2217|822 79| 3|7t AT R Y USH(M3) 2.2 1A LI
2SS 2ot 7|2 & 2U2 O 01d 225HA| Y4EUCE

C71s 32 347, 2E7Y, ZA SHOME ALZ0| 7tsEL Tt

2| DY LHAF 7180 7t EL C

Thread Mills for Stainless and Titanium alloys

With one 4ETMRS tool, it's available for drilling, threading, and chamfering all together.
For engraving purpose, the main direction of tool rotation and the direction of
threading are right-handed (M3).

Pre-drilling for tapping is no longer needed.

It can also be used on blocked holes, penetrating holes, and sloping curved surfaces

as multi-function tool.

It can be used for heli coil threading.

T2l Unit: mm

4ETMRS 024 070 S06 M3
4ETMRS 032 092 S06 M4
4ETMRS 039 115 S06 M5
4ETMRS 047 140 S06 M6
4ETMRS 061 180 S08 M8
4ETMRS 078 230 S08 M10
4ETMRS 090 260 S10 M12
4ETMRS 118350 S12 M16

M3

M4

M5
M6 ~ M9
M8 ~ M12
M10 ~M15
M12
M16 ~ M23

0.5
0.7
0.8
1
1.25
1.5
1.75
2

A DD DDAD

2 1.37 217 2.4 7 0.4 60 6
2 1.74 2.88 3.2 9.2 0.57 60 6
2 2.21 3.61 3.9 1.5 0.7 60 6
2 2.82 4.4 4.7 14 0.79 60 6
2 4 5.8 6.1 18 0.9 65 8
2 5.16 7.4 7.8 23 1.12 65 8
2 6.2 8.6 9 26 1.2 80 10
2 7.4 1.4 118 35 2 100 12
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1/4P

1/8P

DECODD

[SO &35t

Order Number

H|ZE Un coated

2DTM 011 0276 M014
2DTM 011 0367 M014
2DTM 0125 032 M016
2DTM 0125 0425 M016
2DTM 0145 0358 M018
2DTM 0145 0463 M018
2DTM 016 0448 M2
2DTM 016 0568 M2
2DTM 0205 0554 M025
2DTM 0205 0689 M025
2DTM 0215 0554 M026
2DTM 0215 0691 M026
2DTM 025 067 S06 M3
2DTM 025 082 S06 M3
2DTM 033 087 S06 M4
2DTM 033 108 S06 M4
2DTM 042 109 S06 M5
2DTM 042 133 S06 M5
2DTM 050 137 S08 M6
2DTM 050 167 SO8 M6
2DTM 068 184 S10 M8
2DTM 068 221 S10 M8
2DTM 085 222 S12 M10
2DTM 085 267 S12 M10
2DTM 102 255 S14 M12
2DTM 102 308 S14 M12
2DTM 120312 S16 M14
2DTM 120392 S16 M14
2DTM 140 355S18 M16
2DTM 140435S18 M16

2DTM 042 109 S06 M5C
2DTM 042 133 S06 M5C
2DTM 050 137 S08 M6C
2DTM 050 167 SO8 M6C
2DTM 068 184 S10 M8C
2DTM 068 221 S10 M8C
2DTM 085222 S12 M10C
2DTM 085 267 S12 M10C
2DTM 102 255 S14 M12C
2DTM 102 308 S14 M12C
2DTM 120312 S16 M14C
2DTM 120392 S16 M14C
2DTM 140 355 S18 M16C
2DTM 140435 S18 M16C

38 Coated

2DTMCO011 0276 M014
2DTMCO011 0367 M014
2DTMC 0125032 M016
2DTMC 0125 0425 M016
2DTMC 0145 0358 M018
2DTMC 0145 0463 M018
2DTMC 016 0448 M2
2DTMC 016 0568 M2
2DTMC 0205 0554 M025
2DTMC 0205 0689 M025
2DTMC 0215 0554 M026
2DTMC 0215 0691 M026
2DTMC 025 067 S06 M3
2DTMC 025 082 S06 M3
2DTMC 033 087 S06 M4
2DTMC 033 108 S06 M4
2DTMC 042 109 S06 M5
2DTMC 042 133 S06 M5
2DTMC 050 137 S08 M6
2DTMC 050 167 SO8 M6
2DTMC 068 184 S10 M8
2DTMC 068 221 S10 M8
2DTMC 085 222 S12 M10
2DTMC 085 267 S12M10
2DTMC 102 255 S14 M12
2DTMC 102 308 S14 M12
2DTMC120312S16 M14
2DTMC120392S16 M14
2DTMC 140 355 S18 M16
2DTMC 140435S18 M16

2DTMC 042 109 S06 M5C
2DTMC 042 133 S06 M5C
2DTMC 050 137 S08 M6C
2DTMC 050 167 S08 M6C
2DTMC 068 184 S10 M8C
2DTMC 068 221 S10 M8C
2DTMC 085 222 S12 M10C
2DTMC 085 267 S12 M10C
2DTMC 102 255514 M12C
2DTMC 102 308 S14 M12C
2DTMC 120312 S16 M14C
2DTMC 120392 S16 M14C
2DTMC 140 355 S18 M16C
2DTMC 140435 S18 M16C

Lt

Thread

M1.4
M1.4
M1.6
M1.6
M1.8
M1.8
M2
M2
M2.5
M2.5
M2.6
M2.6
M3
M3
M4
M4
M5
M5
M6
M6
M8
M8
M10
M10
M12
M12
M14
M14
M16
M16

M5
M5
M6
M6
M8
M8
M10
M10
M12
M12
M14
M14
M16
M16

2L CP|5 A=

+ 2DTM B7E SfLe] 372 SIS, ¥

JHSELICE,

« = 1A 0| siLte| S2 ZHE|0] 7HSA|ZE
LIARR 0|22 HI7150| 7hSSHA +9El0f, REd

712 Al #Tfo] HaHLICt,

+ With one 2DTM tool, it's available for drilling, threading and

chamfering all together.

+ One tool operation method without changing tool, it enables to save

machining time.
+ Chamfering is possible after effective length, Chamfering size is set
once machining longer than effective length.

o244

Pitch

0.3
0.3
0.35
0.35
0.35
0.35
0.4
0.4
0.45
0.45
0.45
0.45
0.5
0.5
0.7
0.7
0.8

—_

NN
SRS

G g u

NN NN L Ly

£33

Drill Dia
dk

102
10.2
12
12
14
14

4.2
4.2

6.8
6.8
8.5
8.5
10.2
10.2
12
12
14
14

o3

Cutter Dia

di

oM Mo
U1 U o o
AP PENNFH

2817

Max.

C’sink
d2

—_

NN g1
G EGRG RS

2.25
2.25
2.85
2.85
2.95

13.5
13.5
15.5
15.5
17.5
17.5

55
55
6.6
6.6

O O

11
11
13.5
13.5
15.5
15.5
17.5
17.5

£2| Unit: mm
S8% M43Zo| c2Zo| ¥ M3
fifecive  Shamk  Lomth  (aal shankDia
L2 Ls I6 L d
Q= 288 (Without coolant)
2.76 33 0.2 45 4
367 33 02 45 4
32 33 025 45 4
4.25 33 0.25 45 4
3.58 33 0.25 45 4
463 33 025 45 4
4.48 32 0.3 45 4
5.68 32 0.3 45 4
5.54 30.5 0.35 45 4
689 305 035 45 4
5.54 30.5 0.35 45 4
6.91 30.5 0.35 45 4
67 36 04 50 6
8.2 36 0.4 50 6
8.7 36 0.6 50 6
08 36 06 50 6
10.9 36 0.7 55 6
13.3 36 0.7 55 6
137 36 1 60 8
167 36 1 60 8
18.4 40 1.2 75 10
21 40 12 75 10
22 45 15 80 12
267 45 15 80 12
255 45 15 90 14
308 45 15 90 14
31.2 48 1.5 100 16
39.2 48 1.5 100 16
35.5 48 1.5 100 18
435 557 15 115 18
L& 298 (With coolant)
10.9 36 0.7 55 6
13.3 36 0.7 55 6
137 36 1 60 8
167 36 1 60 8
184 40 12 75 10
22.1 40 1.2 75 10
22 45 15 80 12
26.7 45 1.5 80 12
255 45 1.5 90 14
30.8 45 1.5 90 14
312 48 15 100 16
39.2 48 1.5 100 16
35.5 48 1.5 100 18
435 557 15 115 18

-
IS TE

727 25
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TM 4 Flutes TR Thread Mills W
LF al
AN 4 TRLIAF AR EE ﬁ
+ HRc 420/5t0] @X212, TRIStEY, B3, BAZ, FH7)
S M8 0|EH 30° AILI2[E LA 7+ HE
278 A719| 2B UAMZIS0 AF8E 4= ASHICL
Z2OpU0]| 2k LhAR 2101 2ITH7} E 4= ASLIC
SHto| LIARM O 2 M E[0] CrSH PITCHE| LEAL 7HZ0] 7FsRLICE
o hs CHeFoh mAf2HO| SLtQ| LEAMMO 2 02 0| ZHAL0| 7HSTHO] QHE A L|CE

// ‘\\ ; T
@ @D@ o « Thread Mills for Hardened steels(HRc ~42), Pre-hardened steels,
Alloy steels, Carbon steels, Cast irons

For power transmission meter 30° trapezoidal thread milling.

It can be used for threading deep holes the size of a small diameter.
Depending on the profile, thread depth can be maximum

Composed of a single thread, it performs various pitch thread milling.
Available for multiple milling of various materials with one thread

4TI

]!

r—
.

0.366P,

=
4

0.366P o ensuring stability
LEARAE Zfef
Yo | TISIN-S 1 5° Y R CUTTING
E o DATA
= s 96P
ISO 243= E9] Unit: mm

QEF23 (Without coolant)

4TRTM 055 135 S06 Tr8, Tr9 1.5 4 1 5.5 13.5 60 6
4TRTM 066 210 S08 Tr10, Tri1 2 4 1 6.6 21 65 8
4TRTM 070 250 S08 T2 3 4 1 7 25 65 8
4TRTM 086 250 S10 Tr12,Tr14 2 4 1 8.6 25 75 10
4TRTM 089 290 S10 Tr14,Tr22 3 4 1 8.9 29 75 10
4TRTM 092 330510 Tr16,Tr18, Tr20 4 4 1 9.2 33 75 10
4TRTM 135450514 Tr22,Tr24,Tr26 5 4 1 13.5 45 105 14
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G4TRTMS

=
30°
0.366P,

0.366P

Qg
LEARSE =heh
HR 1 50 CUTTING
Coating | Helix Angle Rotatlon DATA

IS0 =Jgo*5

4 Flutes TR Thread Mills for SUS W
45 SUSE TRLIAF A EL! 4

SUS, EIEtEEE 715

S ULE 0|E{A 30° ALI2|E LA 7HS H&

2713 3719| H2E0| LIAZIE0| ALEE 4= UASLICL

D 2ntof taf LIAME 201= 2|7t 4= QUSLICE

SILIQ| LIAMMO 2 FLE|0] Lt St PITCHO| LHAL 7130] 7Hs &L LY.
CHFBt m At Q| StLto| LIAMMO 2 Of2{tH2| 40| 7+53t0] QHy A L.

Thread Mills for SUS and Titanium alloys

For power transmission meter 30° trapezoidal thread milling.

It can be used for threading deep holes the size of a small diameter.
Depending on the profile, thread depth can be maximum

Composed of a single thread, it performs various pitch thread milling.
Available for multiple milling of various materials with one thread
ensuring stability

o9l Unit: mm

QEZ28 (Without coolant)

4TRTMS 055 135 S06 Tr8, Tr9
4TRTMS 066 210 SO8 Tr10, Tr11
4TRTMS 070 250 SO8 Tr2
4TRTMS 086 250 S10 Tr12,Tr14d
4TRTMS 089 290 S10 Tr14, Tr22
4TRTMS 092 330S10 Tr16, Tr18, Tr20
4TRTMS 135450514 Tr22,Tr24,Tr26

N W RN
VRN WN T

4 1 5.5 13.5 60 6
4 1 6.6 21 65 8
4 1 7 25 65 8
4 1 8.6 25 75 10
4 1 8.9 29 75 10
4 1 9.2 33 75 10
4 1 13.5 45 105 14
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M F M 4 Flutes Multi-functional Thread Mills with One Thread

4 LF e al U
E HE [P|s AHEL (1LIAH)

« HRC580[5t2| EAj2|d, Z2|stEZ, &3, EtaZ, & 7t

+ 60° O|E|LIAL/ ZHELIAL/ SLITHO| LEIAZLS HE

ATH 3719| ZA2EQ| LIATZIS0| AFEE 4= UELICE

D =nrdof 2t LEAFLE Z0l= Z[CH7HE 4 UELICH

SHLEO| LIAFAIO 2 LM 5|0 CHFSH PITCHR} Ef|O| T LEA} 7120] 7S EHu|Ct.

I ] hs QELIAIR} ILFAF 2EA0| BE FH5EHCE

“"T e 2Y LA k80| ZhsELic,
ad
¥

« Thread Mills for Heat-treated steels, Pre-hardened steels(HRc ~52),
Alloy steels, Carbon steels, Cast irons

Specifically designed for 60° metric threads, NPT threads, and UN threads.

Suitable for threading deep holes with small diameters

Maximum thread depth can be achieved based on the profile

1/4P s : X
60° . . . .
/. Configured with a single tap, allowing for various PITCH and taper
8P o= threading operations.

A sy Suitable for both right-hand and left-hand threading.

It can be used for heli coil threading.
'|'|s|“ S CUTTING
Coalib Hellx Angle Rotatlon DATA

ISO &% %OE / American UN S| Unit: mm

H 293 (Without coolant)

oKl

r—
.

o
.

A Type B Type

Jl?.

4MTM 0072 036 S03 M1 x 0.25 7 T A 072 | 36 | 45 3
M1.4x0.25
AMTM 009 043 S03 M12x025  MIAXD20 4 A 09 43 45 3
4MTM 0105 050 S03 M1.4x0.3 4 A 105 5 45 3
M1.6x 0.25
4MTM 0115 031 S03 M1.6x0.35 M1.8x0.25 0-80 4 B 115 3.1 45 3
M2 x 0.25
M2 x 0,35
4MTM 012 057 S03 MI.6x035  \i55 o 4 A 12 | 57 | 45 3
M2 x 0.4 M2x035  1-64 | 1-72
4MTM 014 037 S03 M2.2x045 M22x035 2-56  2-64 4 B 1437 45 3
AMTM 0155 071 S03 M2 x 0.4 4 A 155 | 71 | 45 3
M2.5x0.35 3-48  3-56
4MTM 019 052 S03 M2.5x045 | MZOXDI> S8 A0 4 B 19 52 | 45 3
AMTM 020 090 S03 M2.5x0.45 = M2.6x0.45 4 A 2 9 45 3
M3.5x 0.5
4MTM 0237 0106 SO3 M3x0.5 ool 4 A 237 106 45 3
M3x0.5 5-40 | 5-44
AMTM 0245 070 S03 Maexoe | Masxos 2o 2 4 B 245 7 45 3
M4 x 0.7 8-32  8-36 )
4MTM 032 095 S06 O e Max05 loooa 1oy 1028 4 B 32 95 60 6
o 08 M5 x 0.5 10-36
AMTM 040 125 S06 X M5.5x05 | 12-24 12-28 10-40 4 B 4 | 125 60 6
X M5 x 0.75 10-48
M10x 1.25
AMTM 065 166 S08 M8 x1.25 | M12x1.25 4 B 65 166 60 8
M14x 1.25
M12x 1.5
AMTM 082208 510 M10 x1.5 | Midx15 4 B 82 208 70 10
M16x 1.5
M14x 1.75
AMTM 099 250 510 M12 x1.75  M16x1.75 4 B 99 25 70 10
M18x 1.75
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4 Flutes Multi-functional Thread Mills with One Thread for Aluminum

44 %20l5 ML [IJ|5 ACL (1LIAHL
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« E20|E, R0l 3 SHIEHSS IS
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« Thread Mills for Aluminum, Aluminum alloys, Non-ferrous and
ATYPe BTYPe Non-metalic materials.

1/4P ;"i Specifically designed for 60° metric threads, NPT threads, and UN threads.
Suitable for threading deep holes with small diameters.
Maximum thread depth can be achieved based on the profile.
Configured with a single tap, allowing for various PITCH and taper
18P olm threading operations.

Suitable for both right-hand and left-hand threading.

LA Sk + It can be used for heli coil threading.
RTAC o CUTTING
. . Rota“o" DATA
ISO £4&= / American UN 9] Unit: mm

Q= 298 (Without coolant)

4MTMA 0072 036 SO3 M1x0.25 A 072 | 36 | 45 | 3
M1.4%0.25
AMTMA 009 043 SO3 M12x025 19 X0-2 A 09 43 45 3
AMTMA 0105 050 SO3 M1.4x0.3 A 105 5 5 3
M1.6x0.25
AMTMA 0115031 S03 M1.6x0.35 M1.8x0.25 0-80 4 B 115 31 | 45 3
M2 x 0.25
M2 x 0.35
4MTMA 012 057 S03 MI.6x035 o5 o 4 A 12 | 57 | 45 3
M2 x 0.4 M2x0.35  1-64  1-72
AMTMA 014 037 S03 M2 9%045 | M22w0s5 | 226 | 253 4 B 14 37 45 3
AMTMA 0155 071 S03 M2 x 0.4 4 A 155 74 | 45 3
M25x035 3-48  3-56
AMTMA 019 052 S03 M2.5x045  MEOX03> S8 S8 4 B 19 52 45 3
AMTMA 020 090 S03 M2.5x0.45 = M2.6x0.45 4 A 2 9 53
AMTMA 02370106503 | M3x0.5 m'ESg’S 4 A 237 106 45 3
M3x0.5 540  5-44
AMTMA 0245 070 SO3 Misroe | M3sx0s 2o 2 4 B 245 7 53
M4 x 0.7 8-32 836 .
AMTMA 032 095 S06 X e MAx05 o X 028 4 B 32 95 60 6
o 08 M5 x 0.5 10-36
AMTMA 040 125 S06 X0 M55x05  12-24 12-28 1040 4 B 4 125 60 6
X M5 x 0.75 10-48
M10x1.25
AMTMA 065 166 SO8 M8 x1.25 | M12x1.25 4 B 65 166 60 8
M14x1.25
M12x1.5
AMTMA 082 208 S10 M0 x1.5 | M14x15 4 B 82 208 70 10
M16x 1.5
M14x1.75
AMTMA 099 250 S10 M12 x1.75  M16x1.75 4 B 99 25 70 10
M18x1.75
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] M TM 5 4 Flutes Multi-functional Thread Mills with One Thread for Stainless Steels
4 Lt o = aj N
—avy 8 %8 45 SUS 7158 L[S A2 E 3 (1LIARE)
+ SUS, E|ERE3S 718
* 60° DIE|LIA} / 2HELIAL/ RLIIHO| LIAZLE 148
A7 37|90 A28 LIS AEE = ASLICH
D20 2 LEAHY 210 2|DH7t 2 4= USLICH
SHHO| LIAMC 2 F4dE|0f ChFBH PITCHEY B|O|T LiAF 7+50] Z7HsEiLICh
QELAtet 2ILEAL 20| R ThSEILICE
22|2 Y LA 7+ 0] 7Hs RHLICE

Thread Mills for SUS, Titanium alloy

e U= A Tpe B [ype + Specifically designed for 60° metric threads, NPT threads, and UN threads.
60° m + Suitable for threading deep holes with small diameters.
+ Maximum thread depth can be achieved based on the profile.
+ Configured with a single tap, allowing for various PITCH and taper
threading operations.
UG « Suitable for both right-hand and left-hand threading.
LEAFAL SHeh + It can be used for heli coil threading.
~ 1E° | © CUTTING
25 i o7
ISO £ &= / American UN &9l Unit: mm

H 293 (Without coolant)

AMTMS 0072 036 SO3 M1 x 0.25 4 | A 072 ] 36 | 45 3
M1.4x0.25
AMTMS 009 043 S03 M1.2x0.25 e 02 4 A 09 43 45 3
AMTMS 0105 050 SO3 M1.4%0.3 4 A 105 5 45 3
M1.6x0.25
AMTMS 0115 031 S03 M1.6x0.35 M1.8x0.25 0-80 4 B 115 3] 45 3
M2x0.25
M2 x 0.35
AMTMS 012 057 SO3 M1.6X0.35 | y15 5 045 4 A 12 57 | 45 3
M2 x 0.4 M2 x0.35 1-64  1-72
AMTMS 014 037 S03 M2.22045 | M22x035 | 256 | 26 4 B 14 37 45 3
AMTMS 0155 071 S03 M2 x 0.4 4 A 155 71 45 3
M2.5x0.35 = 3-48  3-56
AMTMS 019 052 S03 M25x045 | E=RTES S e 4 B 19 52 45 3
AMTMS 020 090 S03 M2.5x0.45 = M2.6x0.45 4 A 2 9 45 3
M3.5x0.5
AMTMS 02370106503 | M3x0.5 P 4 A 237 106 45 3
M3x0.5 5-40 | 5-44
AMTMS 0245 070 S03 Vasxo6 | M3Sx05 | 2SS 2T 4 B 245 7 45 3
M4 x0.7 8-32 | 8-36 )
AMTMS 032 095 S06 e e MAXOS 024 103, 10728 4 B 32 95 60 6
V52 08 M5 x 0.5 10-36
AMTMS 040 125 S06 M6X1' M5.5x05 | 12-24 12-28  10-40 4 B 4 125 | 60 6
X M5 x 0.75 10-48
M10x1.25
AMTMS 065 166 SO8 M8 x1.25  MI12x1.25 4 B 65 166 @ 60 8
M14x1.25
M12x 1.5
AMTMS 082 208 S10 M10 x1.5 | Mi4x15 4 B 82 208 70 10
M16x 1.5
M14x1.75
AMTMS 099 250 S10 M12 x1.75  M16x1.75 4 B 99 25 70 10
M18x1.75

26 | < aatoois



4 Flutes Short Flute Thread Mills for Multi Purpose
L e O Lt M C gl .

4E oo 2

« HRc580|5t0| ¥2|2, Za|5l=2, B3, Baz, 2H 713
HB1Z U LA 7HE S 918t 205t 225t

SAE WA U AYAS S5 BT 452 8

o=
| FA2 BA AEE 20|10 37 7RYS

2| T Y LA 7HE0| FHSELICH
QELIALY 2ILpA &Rl0] BE FHSEILILY,

IIl'"O

e

Thread Mills for Hardened steels(HRc ~58),

Pre-hardened steels, Alloy steels, Carbon steels, Cast irons

+ Powerful flute design applied for hardened steel.

+ Improved cutting and chip removal reduce the risk of tool breaking in holes.
+ The tip shape reduces cutting resistance and tool bend.

+ It can be used for heli coil threading.

It can be used for both right and left-handed threading.

L] - 1
E TISIN-S . AN TR
m Coating | | . Angle Rotation DATA
98P

ISO ézo*%cl"—il &9l Unit: mm

QIEZ33 (Without coolant)

4STM 0072 020 S04 M1 M1 0.25 4 3 0.72 2 45 4
4STM 0072 025 S04 M1 M1 0.25 4 3 0.72 2.5 45 4
4STM 009 024 S04 M012 M1.2 0.25 4 3 0.9 2.4 45 4
4STM 009 030 S04 M012 M1.2 0.25 4 3 0.9 3 45 4
4STM 0095 028 S06 M014 M1.4 0.3 4 3 0.95 2.8 50 6
4STM 0095 035 S06 M014 M1.4 0.3 4 3 0.95 3.5 50 6
4STM 011 032 S06 M016 M1.6~1.8 0.35 4 3 1.1 3.2 50 6
4STM 011 040 S06 M016 M1.6~1.8 0.35 4 3 1.1 4 50 6
4STM 012 050 S03 M016 M1.6 ~1.8 0.35 4 3 1.2 5 40 3
4STM 014 040 S06 M2 M2 0.4 4 3 1.4 4 50 6
4STM 014 050 S06 M2 M2 0.4 4 3 1.4 5 50 6
4STM 0155 062 S03 M2 M2 0.4 4 3 1.55 6.2 40 3
4STM 0155 062 S06 M2 M2 0.4 4 3 1.55 6.2 60 6
4STM 016 044 S06 M022 M2.2 0.45 4 3 1.6 4.4 50 6
4STM 016 055 S06 M022 M2.2 0.45 4 3 1.6 5.5 50 6
4STM 018 050 S06 M025 M2.5 0.45 4 3 1.8 5 50 6
4STM 018 0625 S06 M025 M2.5 0.45 4 3 1.8 6.25 50 6
4STM 0195 077 SO3 M025 M2.5 0.45 4 3 1.95 7.7 40 3
4STM 0195 077 S06 M025 M2.5 0.45 4 3 1.95 7.7 60 6
4STM 024 060 S06 M3 M3 0.5 4 3 2.4 6 50 6
4STM 024 075 S06 M3 M3 0.5 4 3 2.4 7.5 50 6
4STM 024 092 S03 M3 M3 0.5 4 3 2.4 9.2 40 3
4STM 024 092 S06 M3 M3 0.5 4 3 2.4 9.2 60 6
4STM 0275 108 S06 M035 M3.5 0.6 4 3 2.75 10.8 60 6
4STM 031 080 S06 M4 M4 0.7 4 3 3.1 8 50 6
4STM 031 100 S06 M4 M4 0.7 4 3 3.1 10 50 6
4STM 0315 123 S06 M4 M4 0.7 4 3 3.15 12.3 60 6
4STM 038 100 S06 M5 M5 0.8 4 3 3.8 10 50 6
4STM 038 125 S06 M5 M5 0.8 4 3 3.8 12.5 50 6
4STM 0405 154 S06 M5 M5 0.8 4 3 4.05 15.4 60 6
4STM 046 120 S06 M6 M6 1 4 3 4.6 12 50 6
4STM 046 150 S06 M6 M6 1 4 3 4.6 15 50 6
4STM 048 185 S06 M6 M6 1 4 3 4.8 18.5 60 6
4STM 062 160 S10 M8 M8 1.25 4 3 6.2 16 70 10
4STM 062 200 S10 M8 M8 1.25 4 3 6.2 20 70 10
4STM 065 246 S08 M8 M8 1.25 4 3 6.5 24.6 65 8
4STM 075 200 S10 M10 M10 1.5 4 3 7.5 20 70 10
4STM 075 250 S10 M10 M10 1.5 4 3 7.5 25 70 10
4STM 082 308 S10 M10 M10 1.5 4 3 8.2 30.8 80 10
4STM 090 240 S10 M12 M12 1.75 4 3 9 24 80 10
4STM 090 300 S10 M12 M12 1.75 4 3 9 30 80 10
4STM 099 370 S10 M12 M12 1.75 4 3 9.9 37 85 10
4STM 115320512 M16 M16 2 4 3 1.5 32 100 12
4STM 115400 S12M16 M16 2 4 3 1.5 40 100 12
4STM 119490 S12 M16 M16 2 4 3 11.9 49 95 12
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. 5 T M 4 Flutes Short Flute Thread Mills for Multi Purpose
o .
: HOHNCH 44 HE E2 F A e

oo eHi—

Oé 'Isol' ctel Unit: mm

9|5 93 (Without coolant)
4STM 140 360 S16 M18 M18 2.5 4 3 14 36 135 16
4STM 140450S16 M18 M18 2.5 4 3 14 45 135 16
4STM 150 400 S16 M20 M20 2.5 4 3 15 40 135 16
4STM 150 500 S16 M20 M20 2.5 4 3 15 50 135 16
4STM 159 613 S16 M20 M20 2.5 4 3 15.9 61.3 115 16

L& F88 (With coolant)
4STM 031 080 S06 M4C M4 0.7 4 3 3.1 8 50 6
4STM 031 100 S06 M4C M4 0.7 4 3 3.1 10 50 6
4STM 038 100 S06 M5C M5 0.8 4 3 3.8 10 50 6
4STM 038 125 S06 M5C M5 0.8 4 3 3.8 12.5 50 6
4STM 046 120 S06 M6C M6 1 4 3 4.6 12 50 6
4STM 046 150 S06 M6C M6 1 4 3 4.6 15 50 6
4STM 048 185 S06 M6C M6 1 4 3 4.8 18.5 60 6
4STM 062 160 S10 M8C M8 1.25 4 3 6.2 16 70 10
4STM 062 200 S10 M8C M8 1.25 4 3 6.2 20 70 10
4STM 065 246 S08 M8C M8 1.25 4 3 6.5 24.6 65 8
4STM 075 200 S10 M10C M10 1.5 4 3 7.5 20 70 10
4STM 075 250 S10 M10C M10 1.5 4 3 7.5 25 70 10
4STM 082 308 S10 M10C M10 1.5 4 3 8.2 30.8 80 10
4STM 090 240 S10 M12C M12 1.75 4 3 9 24 80 10
4STM 090 300 S10 M12C M12 1.75 4 3 9 30 80 10
4STM 099 370 S10 M12C M12 1.75 4 3 9.9 37 85 10
4STM 115320 S12 M16C M16 2 4 3 11.5 32 100 12
4STM 115400 S12 M16C M16 2 4 3 11.5 40 100 12
4STM 119490 S12 M16C M16 2 4 3 11.9 49 95 12
4STM 140 360 S16 M18C M18 2.5 4 3 14 36 135 16
4STM 140450 S16 M18C M18 2.5 4 3 14 45 135 16
4STM 150 400 S16 M20C M20 2.5 4 3 15 40 135 16
4STM 150 500 S16 M20C M20 2.5 4 3 15 50 135 16
4STM 159613 S16 M20C M20 2.5 4 3 15.9 61.3 115 16
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4 Flutes Short Flute Thread Mills for Multi Purpose

14 B HS & #ecY

American UN Erel Unit: mm

QL Z33 (Without coolant)

4STM 014 037 S06 No.1-64 64 4 3 1.4 3.7 50 6
4STM 014 046 S06 No.1-64 64 4 3 1.4 4.6 50 6
4STM 0165 044 S06 No.2-56 56 4 3 1.65 4.4 50 6
4STM 0165 055 S06 No.2-56 56 4 3 1.65 5.5 50 6
4STM 019 050 S06 No. 3-48 48 4 3 1.9 5 50 6
4STM 019 063 S06 No. 3-48 48 4 3 1.9 6.3 50 6
4STM 021 057 S06 No. 4-40 40 4 3 2.1 57 50 6
4STM 021 071 S06 No. 4-40 40 4 3 2.1 7.1 50 6
4STM 0255 070 S06 No. 6-32 32 4 3 2.55 7 50 6
4STM 0255 088 S06 No. 6-32 32 4 3 2.55 8.8 50 6
4STM 033 083 S06 No. 8-36 36 4 3 3.3 8.3 50 6
4STM 033 104 S06 No. 8-36 36 4 3 3.3 10.4 50 6
4STM 035 097 S06 No. 10-24 24 4 3 3.5 9.7 65 6
4STM 035 121 S06 No. 10-24 24 4 3 35 12.1 65 6
4STM 0475 127 S06 1/4" x 20 20 4 3 4.75 12.7 65 6
4STM 0475 159 S06 1/4” x 20 20 4 3 4.75 15.9 65 6
4STM 050 127 S06 1/4"x 28 28 4 3 5 12.7 65 6
4STM 050 159 S06 1/4"x 28 28 4 3 5 15.9 65 6
4STM 060 159 S10 5/16"x18 18 4 3 6 15.9 80 10
4STM 060 198 S10 5/16" x 18 18 4 3 6 19.8 80 10
4STM 067 191 S10 3/8"x 16 16 4 3 6.7 19.1 80 10
4STM 067 238 S10 3/8"x 16 16 4 3 6.7 23.8 80 10
4STM 077 222 S10 7/16" x 14 14 4 3 7.7 22.2 80 10
4STM 077 278 S10 7/16" x 14 14 4 3 7.7 27.8 80 10
4STM 092 254 S10 1/2"x13 13 4 3 9.2 25.4 80 10
4STM 092 318 S10 1/2"x13 13 4 3 9.2 31.8 80 10
4STM 105286 S12 9/16" x12 12 4 3 10.5 28.6 100 12
4STM 105 357 S12 9/16" x 12 12 4 3 10.5 35.7 100 12
4STM 114 318 S12 5/8" x 11 11 4 3 11.4 31.8 100 12
4STM 114 397 S12 5/8" x 11 11 4 3 11.4 39.7 100 12
L 228 (With coolant)
4STM 033 083 SO6C No.8-36 36 4 3 3.3 8.3 50 6
4STM 033 104 S06C No.8-36 36 4 3 33 10.4 50 6
4STM 035 097 S06C No. 10-24 24 4 3 3.5 9.7 65 6
4STM 035 121 S06C No. 10-24 24 4 3 3.5 12.1 65 6
4STM 0475 127 S06C 1/4” x 20 20 4 3 4.75 12.7 65 6
4STM 0475 159 S06C 1/4" x 20 20 4 3 4.75 15.9 65 6
4STM 050 127 S06C 1/4" x 28 28 4 3 5 12.7 65 6
4STM 050 159 S06C 1/4" x 28 28 4 3 5 15.9 65 6
4STM 060 159 S10C 5/16"x18 18 4 3 6 15.9 80 10
4STM 060 198 S10C 5/16"x18 18 4 3 6 19.8 80 10
4STM 067 191 S10C 3/8"x16 16 4 3 6.7 19.1 80 10
4STM 067 238 S10C 3/8"x16 16 4 3 6.7 23.8 80 10
4STM 077 222 S10C 7/16" x 14 14 4 3 7.7 22.2 80 10
4STM 077 278 S10C 7/16" x 14 14 4 3 7.7 27.8 80 10
4STM 092 254 S10C 1/2"x13 13 4 3 9.2 254 80 10
4STM 092 318 S10C 1/2"x13 13 4 3 9.2 31.8 80 10
4STM 105 286 S12C 9/16" x12 12 4 3 10.5 28.6 100 12
4STM 105 357 S12C 9/16" x12 12 4 3 10.5 35.7 100 12
4STM 114318 S12C 5/8" x 11 11 4 3 11.4 31.8 100 12
4STM 114 397 S12C 5/8" x 11 11 4 3 11.4 39.7 100 12
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48 @B 4 Flutes Short Flute Thread Mills for Aluminum
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mi%i i « Thread Mills for Aluminum, Aluminum alloys, Non-ferrous and
Non-metalic materials
+ Powerful flute design applied for hardened steel.
1/4P LHE + Improved cutting and chip removal reduce the risk of tool breaking in holes.
60° + The tip shape reduces cutting resistance and tool bend.
+ It can be used for heli coil threading.
It can be used for both right and left-handed threading.
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1/8P I
(] cUTTING
(s EEENE
ISO zz-l °I'E 2l Unit: mm
9|H 94 (Without coolant)
4STMA 0072 020 S04 M1 M1 0.25 4 3 0.72 2 45 4
4STMA 0072 025 S04 M1 M1 0.25 4 3 0.72 2.5 45 4
4STMA 009 024 S04 M012 M1.2 0.25 4 3 0.9 2.4 45 4
4STMA 009 030 S04 M012 M1.2 0.25 4 3 0.9 3 45 4
4STMA 0095 028 S06 M014 M1.4 0.3 4 3 0.95 2.8 50 6
4STMA 0095 035 S06 M014 M1.4 0.3 4 3 0.95 3.5 50 6
4STMA 011 032 S06 M016 M1.6~1.8 0.35 4 3 1.1 3.2 50 6
4STMA 011 040 S06 M016 M1.6~1.8 0.35 4 3 1.1 4 50 6
4STMA 012 050 S03 M016 M1.6~1.8 0.35 4 3 1.2 5 40 3
4STMA 014 040 S06 M2 M2 0.4 4 3 1.4 4 50 6
4STMA 014 050 S06 M2 M2 0.4 4 3 1.4 5 50 6
4STMA 0155 062 S03 M2 M2 0.4 4 3 1.55 6.2 40 3
4STMA 0155 062 S06 M2 M2 0.4 4 3 1.55 6.2 60 6
4STMA 016 044 S06 M022 M2.2 0.45 4 3 1.6 4.4 50 6
4STMA 016 055 S06 M022 M2.2 0.45 4 3 1.6 55 50 6
4STMA 018 050 S06 M025 M2.5 0.45 4 3 1.8 5 50 6
4STMA 018 0625 S06 M025 M2.5 0.45 4 3 1.8 6.25 50 6
4STMA 0195 077 S03 M025 M2.5 0.45 4 3 1.95 7.7 40 3
4STMA 0195 077 S06 M025 M2.5 0.45 4 3 1.95 7.7 60 6
4STMA 024 060 S06 M3 M3 0.5 4 3 2.4 6 50 6
4STMA 024 075 S06 M3 M3 0.5 4 3 2.4 7.5 50 6
4STMA 024 092 S03 M3 M3 0.5 4 3 2.4 9.2 40 3
4STMA 024 092 S06 M3 M3 0.5 4 3 2.4 9.2 60 6
4STMA 0275 108 S06 M035 M3.5 0.6 4 3 2.75 10.8 60 6
4STMA 031 080 S06 M4 M4 0.7 4 3 3.1 8 50 6
4STMA 031 100 S06 M4 M4 0.7 4 3 3.1 10 50 6
4STMA 0315 123 S06 M4 M4 0.7 4 3 3.15 12.3 60 6
4STMA 038 100 S06 M5 M5 0.8 4 3 3.8 10 50 6
4STMA 038 125 S06 M5 M5 0.8 4 3 3.8 12.5 50 6
4STMA 0405 154 S06 M5 M5 0.8 4 3 4.05 15.4 60 6
4STMA 046 120 S06 M6 M6 1 4 3 4.6 12 50 6
4STMA 046 150 S06 M6 M6 1 4 3 4.6 15 50 6
4STMA 048 185 S06 M6 M6 1 4 3 4.8 18.5 60 §
4STMA 062 160 S10 M8 M8 1.25 4 3 6.2 16 70 10
4STMA 062 200 S10 M8 M8 1.25 4 3 6.2 20 70 10
4STMA 065 246 S08 M8 M8 1.25 4 3 6.5 24.6 65 8
4STMA 075 200 S10 M10 M10 1.5 4 3 7.5 20 70 10
4STMA 075 250 S10 M10 M10 1.5 4 3 7.5 25 70 10
4STMA 082 308 S10 M10 M10 1.5 4 3 8.2 30.8 80 10
4STMA 090 240 S10 M12 M12 1.75 4 3 9 24 80 10
4STMA 090 300 S10 M12 M12 1.75 4 3 9 30 80 10
4STMA 099 370 S10 M12 M12 1.75 4 3 9.9 37 85 10
4STMA 115320S12M16 M16 2 4 3 11.5 32 100 12
4STMA 115400 S12M16 M16 2 4 3 1.5 40 100 12
4STMA 119490 S12M16 M16 2 4 3 11.9 49 95 12
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5 TM A 4 Flutes Short Flute Thread Mills for Aluminum
y U
ST IMIA iggzns agmew suey

ISO -I%ol- k9| Unit: mm

9" 223 (Without coolant)

Jl)l'

4STMA 140 360 S16 M18 M18 2.5 4 3 14 36 135 16

4STMA 140 450 S16 M18 M18 2.5 4 3 14 45 135 16

4STMA 150 400 S16 M20 M20 2.5 4 3 15 40 135 16

4STMA 150 500 S16 M20 M20 2.5 4 3 15 50 135 16

4STMA 159 613 S16 M20 M20 2.5 4 3 15.9 61.3 115 16

Li& Z]E (With coolant)

4STMA 031 080 S06 M4C M4 0.7 4 3 3.1 8 50 6
4STMA 031 100 S06 M4C M4 0.7 4 3 3.1 10 50 6
4STMA 038 100 S06 M5C M5 0.8 4 3 3.8 10 50 6
4STMA 038 125 S06 M5C M5 0.8 4 3 3.8 12,5 50 6
4STMA 046 120 S06 M6C M6 1 4 3 4.6 12 50 6
4STMA 046 150 S06 M6C M6 1 4 3 4.6 15 50 6
4STMA 048 185 S06 M6C M6 1 4 3 4.8 18.5 60 6
4STMA 062 160 S10 M8C M8 1.25 4 3 6.2 16 70 10
4STMA 062 200 S10 M8C M8 1.25 4 3 6.2 20 70 10
4STMA 065 246 SO8 M8C M8 1.25 4 3 6.5 24.6 65 8
4STMA 075 200 S10 M10C M10 1.5 4 3 7.5 20 70 10
4STMA 075 250 S10 M10C M10 1.5 4 3 7.5 25 70 10
4STMA 082 308 S10 M10C M10 1.5 4 3 8.2 30.8 80 10
4STMA 090 240 S10 M12C M12 1.75 4 3 9 24 80 10
4STMA 090 300 S10 M12C M12 1.75 4 3 9 30 80 10
4STMA 099 370 S10 M12C M12 1.75 4 3 9.9 37 85 10
4STMA 115 320 S12 M16C M16 2 4 3 1.5 32 100 12
4STMA 115 400 S12 M16C M16 2 4 3 1.5 40 100 12
4STMA 119490 S12 M16C M16 2 4 3 11.9 49 95 12
4STMA 140 360 S16 M18C M18 2.5 4 3 14 36 135 16
4STMA 140 450 S16 M18C M18 2.5 4 3 14 45 135 16
4STMA 150 400 S16 M20C M20 2.5 4 3 15 40 135 16
4STMA 150 500 S16 M20C M20 2.5 4 3 15 50 135 16
4STMA 159 613 S16 M20C M20 2.5 4 3 15.9 61.3 115 16
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American UN B¢ Unit: mm
LA 7S 4 074 g% A ] £33 b 43
Order Number UHCEE _ Flutes  Teeth Diameter Effectite  OverallLength  Shank Dia
UNC UNF Pitch z 7t D L2 L d
QIEZ7d (Without coolant)
4STMA 014 037 S06 No.1-64 64 4 3 1.4 3.7 50 6
4STMA 014 046 S06 No.1-64 64 4 3 1.4 4.6 50 6
4STMA 0165 044 S06 No.2-56 56 4 3 1.65 4.4 50 6
4STMA 0165 055 S06 No.2-56 56 4 3 1.65 5.5 50 6
4STMA 019 050 S06 No. 3-48 48 4 3 1.9 5 50 6
4STMA 019 063 S06 No. 3-48 48 4 3 1.9 6.3 50 6
4STMA 021 057 S06 No. 4-40 40 4 3 2.1 5.7 50 6
4STMA 021 071 S06 No. 4-40 40 4 3 2.1 7.1 50 6
4STMA 0255 070 S06 No. 6-32 32 4 3 2.55 7 50 6
4STMA 0255 088 S06 No. 6-32 32 4 3 2.55 8.8 50 6
4STMA 033 083 S06 No. 8-36 36 4 3 3.3 8.3 50 6
4STMA 033 104 S06 No. 8-36 36 4 3 3.3 10.4 50 6
4STMA 035 097 S06 No. 10-24 24 4 3 3.5 9.7 65 6
4STMA 035 121 S06 No. 10-24 24 4 3 3.5 121 65 6
4STMA 0475 127 S06 1/4” x 20 20 4 3 4.75 12.7 65 6
4STMA 0475 159 S06 1/4” x 20 20 4 3 4.75 15.9 65 6
4STMA 050 127 S06 1/4” x 28 28 4 3 5 12.7 65 6
4STMA 050 159 S06 1/4” x 28 28 4 3 5 15.9 65 6
4STMA 060 159 S10 5/16"x 18 18 4 3 6 15.9 80 10
4STMA 060 198 S10 5/16"x 18 18 4 3 6 19.8 80 10
4STMA 067 191 S10 3/8"x16 16 4 3 6.7 19.1 80 10
4STMA 067 238 S10 3/8"x16 16 4 3 6.7 23.8 80 10
4STMA 077 222510 7/16" x 14 14 4 3 7.7 22.2 80 10
4STMA 077 278510 7/16" x 14 14 4 3 7.7 27.8 80 10
4STMA 092 254 510 1/2"x13 13 4 3 9.2 25.4 80 10
4STMA 092 318510 1/2"x13 13 4 3 9.2 31.8 80 10
4STMA 105 286 S12 9/16" x 12 12 4 3 10.5 28.6 100 12
4STMA 105 357 512 9/16" x 12 12 4 3 10.5 35.7 100 12
4STMA 114318512 5/8" x 11 1M1 4 3 11.4 31.8 100 12
4STMA 114397 S12 5/8"x 11 11 4 3 11.4 39.7 100 12
LiE288 (With coolant)
4STMA 033 083 S06C No.8-36 36 4 3 33 8.3 50 6
4STMA 033 104 SO6C No.8-36 36 4 3 3.3 104 50 6
4STMA 035 097 S06C No. 10-24 24 4 3 3.5 9.7 65 6
4STMA 035 121 S06C No. 10-24 24 4 3 3.5 121 65 6
4STMA 0475 127 S06C 1/4” % 20 20 4 3 4.75 12.7 65 6
4STMA 0475 159 S06C 1/4” x 20 20 4 3 4.75 15.9 65 6
4STMA 050 127 S06C 1/4” x 28 28 4 3 5 12.7 65 6
4STMA 050 159 S06C 1/4” x 28 28 4 3 5 15.9 65 6
4STMA 060 159 S10C 5/16" x 18 18 4 3 6 15.9 80 10
4STMA 060 198 S10C 5/16"x 18 18 4 3 6 19.8 80 10
4STMA 067 191 S10C 3/8"x 16 16 4 3 6.7 19.1 80 10
4STMA 067 238 S10C 3/8"x 16 16 4 3 6.7 23.8 80 10
4STMA 077 222 S10C 7/16" x 14 14 4 3 7.7 22.2 80 10
4STMA 077 278 S10C 7/16" x 14 14 4 3 7.7 27.8 80 10
4STMA 092 254 S10C 1/2"x13 13 4 3 9.2 254 80 10
4STMA 092 318 S10C 1/2"x13 13 4 3 9.2 31.8 80 10
4STMA 105 286 S12C 9/16" x 12 12 4 3 10.5 28.6 100 12
4STMA 105 357 S12C 9/16" x 12 12 4 3 10.5 35.7 100 12
4STMA 114318 S12C 5/8” x 11 " 4 3 1.4 31.8 100 12
4STMA 114397 S12C 5/8" x 11 1 4 3 1.4 39.7 100 12

32 | < aatoois



4 Flutes Short Flute Thread Mills for Stainless Steels
U
4%}- SUS 7/"6_"3 wo LF "AEI'/E‘:”

+ SUS, E|Els &5 718
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. P :
ﬂ{%ﬁ o Thread Mills for SUS, Titanium alloys

+ Powerful flute design applied for hardened steel.

+ Improved cutting and chip removal reduce the risk of tool breaking in holes.
e + The tip shape reduces cutting resistance and tool bend.

60° + It can be used for heli coil threading.

+ It can be used for both right and left-handed threading.

L2——

1/4P

SV
HR CUTTING
Coating Hellx Angle Rotatlon DATA
ISO zzll OFE &9l Unit: mm
9|8 288 (Without coolant)
4STMS 0072 020 S04 M1 M1 0.25 4 3 0.72 2 45 4
4STMS 0072 025 S04 M1 M1 0.25 4 3 0.72 2.5 45 4
4STMS 009 024 S04 M012 M1.2 0.25 4 3 0.9 2.4 45 4
4STMS 009 030 S04 M012 M1.2 0.25 4 3 0.9 3 45 4
4STMS 0095 028 S06 M014 M1.4 0.3 4 3 0.95 2.8 50 6
4STMS 0095 035 S06 M014 M1.4 0.3 4 3 0.95 3.5 50 6
4STMS 011 032 S06 M016 M1.6~1.8 0.35 4 3 1.1 3.2 50 6
4STMS 011 040 S06 M016 M1.6~1.8 0.35 4 3 1.1 4 50 6
4STMS 012 050 SO03 M016 M1.6~1.8 0.35 4 3 1.2 5 40 3
4STMS 014 040 S06 M2 M2 0.4 4 3 1.4 4 50 6
4STMS 14 050 S06 M2 M2 0.4 4 3 1.4 5 50 6
4STMS 0155 062 S03 M2 M2 0.4 4 3 1.55 6.2 40 3
4STMS 0155 062 S06 M2 M2 0.4 4 3 1.55 6.2 60 6
4STMS 016 044 S06 M022 M2.2 0.45 4 3 1.6 4.4 50 6
4STMS 016 055 S06 M022 M2.2 0.45 4 3 1.6 5.3 50 6
4STMS 018 050 S06 M025 M2.5 0.45 4 3 1.8 5 50 6
4STMS 018 0625 S06 M025 M2.5 0.45 4 3 1.8 6.25 50 6
4STMS 0195 077 S03 M025 M2.5 0.45 4 3 1.95 7.7 40 3
4STMS 0195 077 S06 M025 M2.5 0.45 4 3 1.95 7.7 60 6
4STMS 024 060 S06 M3 M3 0.5 4 3 2.4 6 50 6
4STMS 024 075 S06 M3 M3 0.5 4 3 2.4 7.5 50 6
4STMS 024 092 S03 M3 M3 0.5 4 3 2.4 9.2 40 3
4STMS 024 092 S06 M3 M3 0.5 4 3 2.4 9.2 60 6
4STMS 0275 108 S06 M3.5 M3.5 0.6 4 3 2.75 10.8 60 6
4STMS 031 080 S06 M4 M4 0.7 4 3 3.1 8 50 6
4STMS 031 100 S06 M4 M4 0.7 4 3 3.1 10 50 6
4STMS 0315 123 S06 M4 M4 0.7 4 3 3.15 12.3 60 6
4STMS 038 100 S06 M5 M5 0.8 4 3 3.8 10 50 6
4STMS 038 125 S06 M5 M5 0.8 4 3 3.8 12.5 50 6
4STMS 0405 154 S06 M5 M5 0.8 4 3 4.05 15.4 60 6
4STMS 046 120 S06 M6 M6 1 4 3 4.6 12 50 6
4STMS 046 150 S06 M6 M6 1 4 3 4.6 15 50 6
4STMS 048 185 S06 M6 M6 1 4 3 4.8 18.5 60 6
4STMS 062 160 S10 M8 M8 1.25 4 3 6.2 16 70 10
4STMS 062 200 S10 M8 M8 1.25 4 3 6.2 20 70 10
4STMS 065 246 S08 M8 M8 1.25 4 3 6.5 24.6 65 8
4STMS 075 200 S10 M10 M10 1.5 4 3 7.5 20 70 10
4STMS 075 250 S10 M10 M10 1.5 4 3 7.5 25 70 10
4STMS 082 308 S10 M10 M10 1.5 4 3 8.2 30.8 80 10
4STMS 090 240 S10 M12 M12 1.75 4 3 9 24 80 10
4STMS 090 300 S10 M12 M12 1.75 4 3 9 30 80 10
4STMS 099 370 S10 M12 M12 1.75 4 3 9.9 37 85 10
4STMS 115320S12 M16 M16 2 4 3 11.5 32 100 12
4STMS 115400 S12 M16 M16 2 4 3 1.5 40 100 12
4STMS 119490S12 M16 M16 2 4 3 11.9 49 95 12
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TM 4 Flutes Short Flute Thread Mills for Stainless Steels
4 U
— N S 45 SUS 7188 G2 S 42l

Oé 'Isol' ctel Unit: mm

9|5 93 (Without coolant)
4STMS 140360 S16 M18 M18 2.5 4 3 14 36 135 16
4STMS 140450 S16 M18 M18 2.5 4 3 14 45 135 16
4STMS 150400 S16 M20 M20 2.5 4 3 15 40 135 16
4STMS 150 500 S16 M20 M20 2.5 4 3 15 50 135 16
4STMS 159 613 S16 M20 M20 2.5 4 3 15.9 61.3 115 16

L& F88 (With coolant)
4STMS 031 080 S06 M4C M4 0.7 4 3 3.1 8 50 6
4STMS 031 100 S06 M4C M4 0.7 4 3 3.1 10 50 6
4STMS 038 100 S06 M5C M5 0.8 4 3 3.8 10 50 6
4STMS 038 125 S06 M5C M5 0.8 4 3 3.8 12.5 50 6
4STMS 046 120 S06 M6C M6 1 4 3 4.6 12 50 6
4STMS 046 150 S06 M6C M6 1 4 3 4.6 15 50 6
4STMS 048 185 S06 M6C M6 1 4 3 4.8 18.5 60 6
4STMS 062 160 S10 M8C M8 1.25 4 3 6.2 16 70 10
4STMS 062 200 S10 M8C M8 1.25 4 3 6.2 20 70 10
4STMS 065 246 S08 M8C M8 1.25 4 3 6.5 24.6 65 8
4STMS 075 200 S10 M10C M10 1.5 4 3 7.5 20 70 10
4STMS 075 250 ST0 M10C M10 1.5 4 3 7.5 25 70 10
4STMS 082 308 S1T0 M10C M10 1.5 4 3 8.2 30.8 80 10
4STMS 090 240 S0 M12C M12 1.75 4 3 9 24 80 10
4STMS 090 300 S10 M12C M12 1.75 4 3 9 30 80 10
4STMS 099 370 S10 M12C M12 1.75 4 3 9.9 37 85 10
4STMS 115320 S12 M16C M16 2 4 3 11.5 32 100 12
4STMS 115400 S12 M16C M16 2 4 3 11.5 40 100 12
4STMS 119490 S12 M16C M16 2 4 3 11.9 49 95 12
4STMS 140 360 S16 M18C M18 2.5 4 3 14 36 135 16
4STMS 140 450 S16 M18C M18 2.5 4 3 14 45 135 16
4STMS 150400 S16 M20C M20 2.5 4 3 15 40 135 16
4STMS 150 500 S16 M20C M20 2.5 4 3 15 50 135 16
4STMS 159 613 S16 M20C M20 2.5 4 3 15.9 61.3 115 16
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American UN £l Unit: mm

LAt 7ts #24 o34 g4 Mg 223 f8% ¥ M3
Order Number == _ Flutes  Teeth Diameter Effectiye  OverallLength  Shark Dia

UNC UNF Pitch z 7t D L2 L d

9|2 283 (Without coolant)
4STMS 014 037 S06 No.1-64 64 4 3 1.4 3.7 50 6
4STMS 014 046 S06 No.1-64 64 4 3 1.4 4.6 50 6
4STMS 0165 044 S06 No.2-56 56 4 3 1.65 4.4 50 6
4STMS 0165 055 S06 No.2-56 56 4 3 1.65 55 50 6
4STMS 019 050 S06 No. 3-48 48 4 3 1.9 5 50 6
4STMS 019 063 S06 No. 3-48 48 4 3 1.9 6.3 50 6
4STMS 021 057 S06 No. 4-40 40 4 3 2.1 5.7 50 6
4STMS 021 071 S06 No. 4-40 40 4 3 2.1 7.1 50 6
4STMS 0255 070 S06 No. 6-32 32 4 3 2.55 7 50 6
4STMS 0255 088 S06 No. 6-32 32 4 3 2.55 8.8 50 6
4STMS 033 083 S06 No. 8-36 36 4 3 3.3 8.3 50 6
4STMS 033 104 S06 No. 8-36 36 4 3 3.3 10.4 50 6
4STMS 035 097 S06 No. 10-24 24 4 3 3.5 9.7 65 6
4STMS 035 121 S06 No. 10-24 24 4 3 35 12.1 65 6
4STMS 0475 127 S06 1/4" x 20 20 4 3 4.75 12.7 65 6
4STMS 0475 159 S06 1/4” x 20 20 4 3 4.75 15.9 65 6
4STMS 050 127 S06 1/4” x 28 28 4 3 5 12.7 65 6
4STMS 050 159 S06 1/4" x 28 28 4 3 5 15.9 65 6
4STMS 060 159 S10 5/16"x18 18 4 3 6 15.9 80 10
4STMS 060 198 S10 5/16"x18 18 4 3 6 19.8 80 10
4STMS 067 191 S10 3/8"x 16 16 4 3 6.7 19.1 80 10
4STMS 067 238 S10 3/8"x 16 16 4 3 6.7 23.8 80 10
4STMS 077 222 S10 7/16" x 14 14 4 3 7.7 22.2 80 10
4STMS 077 278 S10 7/16" x 14 14 4 3 7.7 27.8 80 10
4STMS 092 254 S10 1/2"x13 13 4 3 9.2 25.4 80 10
4STMS 092 318 S10 1/2"x13 13 4 3 9.2 31.8 80 10
4STMS 105 286 S12 9/16" x 12 12 4 3 10.5 28.6 100 12
4STMS 105 357 S12 9/16" x 12 12 4 3 10.5 35.7 100 12
4STMS 114 318 S12 5/8" x 11 11 4 3 1.4 31.8 100 12
4STMS 14 397 S12 5/8" x 11 11 4 3 1.4 39.7 100 12

L 228 (With coolant)
4STMS 033 083 S06C No.8-36 36 4 3 3.3 8.3 50 6
4STMS 033 104 S06C No.8-36 36 4 3 3.3 10.4 50 6
4STMS 035 097 S06C No. 10-24 24 4 3 3.5 9.7 65 6
4STMS 035 121 S06C No. 10-24 24 4 3 35 12.1 65 6
4STMS 0475 127 S06C 1/4” x 20 20 4 3 4.75 12.7 65 6
4STMS 0475 159 S06C 1/4" x 20 20 4 3 4.75 15.9 65 6
4STMS 050 127 S06C 1/4” x 28 28 4 3 5 12.7 65 6
4STMS 050 159 S06C 1/4" x 28 28 4 3 5 15.9 65 6
4STMS 060 159 S10C 5/16"x18 18 4 3 6 15.9 80 10
4STMS 060 198 S10C 5/16" x 18 18 4 3 6 19.8 80 10
4STMS 067 191 S10C 3/8"x16 16 4 3 6.7 19.1 80 10
4STMS 067 238 S10C 3/8"x16 16 4 3 6.7 23.8 80 10
4STMS 077 222 S10C 7/16" x 14 14 4 3 7.7 22.2 80 10
4STMS 077 278 S10C 7/16" x 14 14 4 3 7.7 27.8 80 10
4STMS 092 254 S10C 1/2"x13 13 4 3 9.2 25.4 80 10
4STMS 092 318 S10C 1/2"x13 13 4 3 9.2 31.8 80 10
4STMS 105 286 S12C 9/16” x 12 12 4 3 10.5 28.6 100 12
4STMS 105 357 S12C 9/16" x 12 12 4 3 10.5 35.7 100 12
4STMS 114 318 S12C 5/8" x 11 11 4 3 1.4 31.8 100 12
4STMS 114 397 S12C 5/8" x 11 11 4 3 1.4 39.7 100 12
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4 Flutes Pipe Short Parallel Thread Mills for Multi Purpose
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|  Thread Mills for Hardened steels (HRc ~58)

44 592 32 I LIAF Jl2 B J ey

L ’
v Pre-hardened steels, Alloy steels, Carbon steels, Cast irons
=X [TV + Rigid and powerful flutes design for inside hardening steel.
R ; . ble

o oo ad + Enhanced threading enables chip removal smoothly to reduce possi
\y ) 4 brekage of tool inside hole.

L + The shape of tip reduces fraction and prevent tool bending.
+ Both right and left threading are available.

- - R0.137P o
+ | TISIN-S 1 5° R CUTTING : T.
Coating Y . iianete | Rotation DATA . i}’—.‘l- ;é-"-zl : ?\AS.§779.1|956
+ 3258  Medium class
97pP

American UN

ctel Unit: mm

9= 298 (Without coolant)
4BSP 060 095 S06 1/167,1/8" 28 4 4 6 3.66 9.5 60 6
4BSP 060 158 S06 1/167,1/8" 28 4 4 6 3.66 15.8 60 6
4BSP 080 140 S08 1/4”,3/8" 19 4 4 8 5.38 14 65 8
4BSP 100206 S10 1/4”,3/8" 19 4 4 10 5.38 20.6 75 10
4BSP 120265 S12 1/2",5/8",3/4" 14 4 4 12 7.29 26.5 80 12
4BSP 140 260 S14 3/8" 19 4 4 14 5.38 26 85 14
4BSP 140 334S16 1/27,5/8",3/4",7/8" 14 4 4 16 7.29 33.4 95 16
4BSP 160 380S16 17,11/4",11/2", 2" 1 4 4 16 9.27 38 105 16
4BSP 160517 S16 17,11/47,11/27,2",21/2" 1M 4 4 16 9.27 51.7 120 16

L& F88 (With coolant)
4BSP 060 095 S06C 1/167,1/8" 28 4 4 6 3.66 9.5 60 6
4BSP 060 158 S06C 1/167,1/8" 28 4 4 6 3.66 15.8 60 6
4BSP 080 140 S08C 1/4”,3/8" 19 4 4 8 5.38 14 65 8
4BSP 100 206 S10C 1/4”,3/8" 19 4 4 10 5.38 20.6 75 10
4BSP 120 265 S12C 1/2",5/8",3/4" 14 4 4 12 7.29 26.5 80 12
4BSP 140 260 S14C 3/8" 19 4 4 14 5.38 26 85 14
4BSP 140 334 S16C 1/2",5/8",3/4",7/8" 14 4 4 16 7.29 33.4 95 16
4BSP 160 380 S16C 17,11/4",11/2", 2" I 4 4 16 9.27 38 105 16
4BSP 160517 S16C 17,11/47,11/27,2",21/2" 1 4 4 16 9.27 51.7 120 16
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4 Flutes Pipe Short Parallel Thread Mills for Aluminum

i < | RTA Ak CUTTING
97pP

American UN

o OO
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232 L) LIAL 712 SI3t A5 223t i Tl
SHALE| A U AP Sof 37 A5 B4 AIZLIC
B AL 1A 232 50|11 37 FHES MBI

Thread Mills for Aluminum, Aluminum alloys, Non-ferrous,
and Non-metallic materials

Rigid and powerful flutes design for inside hardening steel.

Enhanced threading enables chip removal smoothly to reduce possible
brekage of tool inside hole.

The shape of tip reduces fraction and prevent tool bending.

Both right and left threading are available.

R0O.137P

92

» 7449 @ B.S.2779:1956

+ 3258 © Medium class

2| Unit: mm

9% 293 (Without coolant)

4BSPA 060 095 S06 1/16”,1/8" 28 4 4 6 3.66 9.5 60 6
4BSPA 060 158 S06 1/16",1/8" 28 4 4 6 3.66 15.8 60 6
4BSPA 080 140 S08 1/4”,3/8" 19 4 4 8 5.38 14 65 8
4BSPA 100 206 S10 1/4",3/8" 19 4 4 10 5.38 20.6 75 10
4BSPA 120 265 S12 1/2",5/8",3/4" 14 4 4 12 7.29 26.5 80 12
4BSPA 140260 S14 3/8” 19 4 4 14 5.38 26 85 14
4BSPA 140334516 1/2",5/8",3/4",7/8" 14 4 4 16 7.29 33.4 95 16
4BSPA 160380 S16 17,11/4",11/2",2" 11 4 4 16 9.27 38 105 16
4BSPA 160517 S16 17,11/47,11/27,2",21/2" 11 4 4 16 9.27 51.7 120 16
L& 298 (With coolant)
4BSPA 060 095 S06C 1/16”,1/8" 28 4 4 6 3.66 9.5 60 6
4BSPA 060 158 S06C 1/16",1/8" 28 4 4 6 3.66 15.8 60 6
4BSPA 080 140 S08C 1/4",3/8" 19 4 4 8 5.38 14 65 8
4BSPA 100 206 S10C 1/4",3/8" 19 4 4 10 5.38 20.6 75 10
4BSPA 120 265 S12C 1/2",5/8", 3/4" 14 4 4 12 7.29 26.5 80 12
4BSPA 140 260 S14C 3/8" 19 4 4 14 5.38 26 85 14
4BSPA 140334 S16C 1/2",5/8",3/4",7/8" 14 4 4 16 7.29 33.4 95 16
4BSPA 160 380 S16C 17,11/4",11/2", 2" 11 4 4 16 9.27 38 105 16
4BSPA 160517 S16C 17,11/47,11/27,27,21/2" 11 4 4 16 9.27 51.7 120 16
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S B 4 Flutes Pipe Short Parallel Thread Mills for Stainless Steels
; U
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. QELIANY ILIAF 20| B JHSBIILE

| + Thread Mills for SUS and Titanium alloys

Rigid and powerful flutes design for inside hardening steel.

Enhanced threading enables chip removal smoothly to reduce possible
ad brekage of tool inside hole.

The shape of tip reduces fraction and prevent tool bending.

Both right and left threading are available.

a R0.137P ol
a . . ‘. o
0 HR 1 50 R CUTTING
E . DATA . .HZ“ Zo‘lp_l ;852779195
« 32k58 © Mediumclass
97P

American UN B2 Unit: mm

o8 298 (Without coolant)

-

)
y
@ﬁ,

le—
.

-
.

4BSPS 060 095 S06 1/16",1/8" 28 4 4 6 3.66 9.5 60 6
4BSPS 060 158 S06 1/16",1/8" 28 4 4 6 3.66 15.8 60 6
4BSPS 080 140 S08 1/4",3/8" 19 4 4 8 5.38 14 65 8
4BSPS 100 206 S10 1/4”,3/8" 19 4 4 10 5.38 20.6 75 10
4BSPS 120 265 S12 1/2",5/8",3/4" 14 4 4 12 7.29 26.5 80 12
4BSPS 140 260S14 3/8” 19 4 4 14 5.38 26 85 14
4BSPS 140 334 S16 1/2",5/8",3/4",7/8" 14 4 4 16 7.29 33.4 95 16
4BSPS 160 380 S16 17,11/4",11/2",2" 11 4 4 16 9.27 38 105 16
4BSPS 160517 S16 1,11/4",11/27,27,21/2" 11 4 4 16 9.27 51.7 120 16
LHE 298 (With coolant)
4BSPS 060 095 S06C 1/16",1/8" 28 4 4 6 3.66 9.5 60 6
4BSPS 060 158 S06C 1/16",1/8" 28 4 4 6 3.66 15.8 60 6
4BSPS 080 140 S08C 1/4”,3/8" 19 4 4 8 5.38 14 65 8
4BSPS 100 206 S10C 1/4",3/8" 19 4 4 10 5.38 20.6 75 10
4BSPS 120 265 S12C 1/27,5/8",3/4" 14 4 4 12 7.29 26.5 80 12
4BSPS 140 260 S14C 3/8” 19 4 4 14 5.38 26 85 14
4BSPS 140 334 S16C 1/2",5/8",3/4",7/8" 14 4 4 16 7.29 33.4 95 16
4BSPS 160 380 S16C 1, 11/4", 11727, 2" 11 4 4 16 9.27 38 105 16
4BSPS 160517 S16C 17,1 1/4,11/27,2",21/2" 11 4 4 16 9.27 51.7 120 16
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GHTM

4 Flutes Helix Thread Mills for Multi Purpose

HRc480I3t] TZEZ, Z2jSIE 2, B3, ©a, FH 713
712 LA 7H3 S Slat 2R1E Efel W2l
TS & 2 745]0f SHH0] Of2f LA 440 2 AIZKEHE0| THSBILICE
2|0 LA 7KB 2001 : 302 (LAPES 317)

813 39l LA} 7H20| 7S EH LY.

QELIAFY LA Ael0] 25 FRSELCE,

» Thread Mills for Hardened steels (HRc ~48),

Pre-hardened steels, Alloy steels, Carbon steels, Cast irons
Coolant type of helix flutes for deep threading.

With multiple flutes composition, it shortens threading time.

Maximum drilling depth: 3*D2 (Threading diameter)

It can be used for heli coil threading.

Both right and left threading are available.

= |
4448 HEA X CY

o|msms| 15° | "R | cvrme
98P

ISO 2=

2| Unit: mm

9|5 223 (Without coolant)
4HTM 0315 120 S04 M4 M4 0.7 3.3 3.15 6.6 12 45 4
4HTM 039 150 S04 M5 M5 0.8 4.2 3.9 7.6 15 50 4
4HTM 048 180 S06 M6 M6 1 5 4.8 9.5 18 60 6
4HTM 065 240 S08 M8 M8 1.25 6.8 6.5 13.1 24 65 8
4HTM 082 300 S1T0 M10 M10 1.5 8.5 8.2 15.7 30 75 10
4HTM 099 360 S10 M12 M12 1.75 10.2 9.9 18.4 36 85 10
4HTM 116420 S12 M14 M14 2 12 11.6 21 42 90 12
4HTM 136 480 S14 M16 M16 2 14 13.6 25 48 100 14

Li& Z]8 (With coolant)
4HTM 0315 120 S04 M4C M4 0.7 3.3 3.15 6.6 12 45 4
4HTM 039 150 S04 M5C M5 0.8 4.2 3.9 7.6 15 50 4
4HTM 048 180 S06 M6C M6 1 5 4.8 9.5 18 60 6
4HTM 065 240 S08 M8C M8 1.25 6.8 6.5 13.1 24 65 8
4HTM 082 300 S10 M10C M10 1.5 8.5 8.2 15.7 30 75 10
4HTM 099 360 S10 M12C M12 1.75 10.2 9.9 18.4 36 85 10
4HTM 116 420 S12 M14C M14 2 12 11.6 21 42 90 12
4HTM 136 480 S14 M16C M16 2 14 13.6 25 48 100 14
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H TM 4 Flutes Helix Thread Mills for Multi Purpose
: = U
—4 BT 48 HE FE A AR e

American UN B2 Unit: mm

o8 298 (Without coolant)

4HTM 0358 1585 S04 No.10-24 24 3.58 8.46 8 15.85 45 4
4HTM 0414 1798 S06 No.12-24 24 414 9.6 9 17.98 65 6
4HTM 0488 1905 S06 1/4” x 20 20 4.88 10.21 8 19.05 65 6
4HTM 0516 1905 S06 1/4"x 28 28 5.16 10.01 11 19.05 65 6
4HTM 0615 2398 S08 5/16"x 18 18 6.15 12.7 9 23.98 65 8
4HTM 0765 3018 S08 3/8"x16 16 7.65 15.9 10 30.18 65 8
4HTM 0899 3444 510 7/16x 14 14 8.99 18.16 10 34.44 75 10
4HTM 10344105512 1/2" x13 13 10.34 19.58 10 41.05 80 12
4HTM 1181 4445512 9/16” x 12 12 11.81 23.29 11 44.45 80 12
H 223 (With coolant)
4HTM 0358 1585 S04C No.10-24 24 3.58 8.46 8 15.85 45 4
4HTM 0414 1798 S06C No.12-24 24 4.14 9.6 9 17.98 65 6
4HTM 0488 1905 S06C 1/4” x 20 20 4.88 10.21 8 19.05 65 6
4HTM 0516 1905 S06C 1/4" x 28 28 5.16 10.01 11 19.05 65 6
4HTM 0615 2398 S08C 5/16" x 18 18 6.15 12.7 9 23.98 65 8
4HTM 0765 3018 S08C 3/8"x16 16 7.65 15.9 10 30.18 65 8
4HTM 0899 3444 S10C 7/16x14 14 8.99 18.16 10 34.44 75 10
4HTM 1034 4105 S12C 1/2"x13 13 10.34 19.58 10 41.05 80 12
4HTM 1181 4445 S12C 9/16" x 12 12 11.81 23.29 11 44.45 80 12
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GHTMA

4 Flutes Helix Thread Mills for Aluminum

= |
45 220]5 HE HIA M EY

20|, Y20|E B3 5 HIH HIZE 712

22 LA 7B S 9f5t 2RE B a2 i

T & 2 4=(0] 3H40] Of2] LR M50 2 AJZHEHEO] THSEILICE.
2ITH LA 7HB 20| 1 3xD2 (LIAPZHE 21%)

813 39l LA} 7H20| 7S EH LY.

QELIA L 2ILEA 9l0] R JhsBILICE,

+ Thread Mills for Aluminum, Aluminum alloys,

Non-ferrous and Non-metalic materials
Coolant type of helix flutes for deep threading.

1/4P i + With multiple flutes composition, it shortens threading time.
59 + Maximum drilling depth: 3*D2 (Threading diameter)
+ It can be used for heli coil threading.
P + Both right and left threading are available.
18P 9E 60°
RTAc o CUTTING
ISO= zz" °I'E k9] Unit: mm
Q5L F88 (Without coolant)
4HTMA 0315 120 S04 M4 M4 0.7 3.3 3.15 6.6 12 45 4
4HTMA 039 150 S04 M5 M5 0.8 4.2 3.9 7.6 15 50 4
4HTMA 048 180 S06 M6 M6 1 5 4.8 9.5 18 60 6
4HTMA 065 240 SO08 M8 M8 1.25 6.8 6.5 131 24 65 8
4HTMA 082 300 S10 M10 M10 1.5 8.5 8.2 15.7 30 75 10
4HTMA 099 360 S10 M12 M12 1.75 10.2 9.9 18.4 36 85 10
4HTMA 116420 S12 M14 M14 2 12 11.6 21 42 90 12
4HTMA 136 480 S14 M16 M16 2 14 13.6 25 48 100 14
LI 258 (With coolant)
4HTMA 0315 120 S04 M4C M4 0.7 3.3 3.15 6.6 12 45 4
4HTMA 039 150 S04 M5C M5 0.8 4.2 3.9 7.6 15 50 4
4HTMA 048 180 S06 M6C M6 1 5 4.8 9.5 18 60 6
4HTMA 065 240 S08 M8C M8 1.25 6.8 6.5 131 24 65 8
4HTMA 082 300 S10 M10C M10 1.5 8.5 8.2 15.7 30 75 10
4HTMA 099 360 S10 M12C M12 1.75 10.2 9.9 18.4 36 85 10
4HTMA 116 420 S12 M14C M14 2 12 11.6 21 42 90 12
4HTMA 136 480 S14 M16C M16 2 14 13.6 25 48 100 14
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H TM 4 Flutes Helix Thread Mills for Aluminum
4’ _ , L = U
= i i e A 45 2 20[5 X8 FEA A=Y

American UN B2 Unit: mm

o8 298 (Without coolant)

4HTMA 0358 1585 S04 No.10-24 24 3.58 8.46 8 15.85 45 4
4HTMA 0414 1798 S06 No.12-24 24 414 9.6 9 17.98 65 6
4HTMA 0488 1905 S06 1/4” x 20 20 4.88 10.21 8 19.05 65 6
4HTMA 0516 1905 S06 1/4" x 28 28 5.16 10.01 11 19.05 65 6
4HTMA 0615 2398 S08 5/16" x 18 18 6.15 12.7 9 23.98 65 8
4HTMA 0765 3018 S08 3/8"x16 16 7.65 15.9 10 30.18 65 8
4HTMA 0899 3444 510 7/16 x 14 14 8.99 18.16 10 34.44 75 10
4HTMA 10344105 S12 1/2" x13 13 10.34 19.58 10 41.05 80 12
4HTMA 1181 4445 512 9/16” x 12 12 11.81 23.29 11 44.45 80 12
H 223 (With coolant)
4HTMA 0358 1585 S04C No.10-24 24 3.58 8.46 8 15.85 45 4
4HTMA 0414 1798 S06C No.12-24 24 4.14 9.6 9 17.98 65 6
4HTMA 0488 1905 S06C 1/4” x 20 20 4.88 10.21 8 19.05 65 6
4HTMA 0516 1905 S06C 1/4" x 28 28 5.16 10.01 11 19.05 65 6
4HTMA 0615 2398 S08C 5/16" x 18 18 6.15 12.7 9 23.98 65 8
4HTMA 0765 3018 S08C 3/8"x16 16 7.65 15.9 10 30.18 65 8
4HTMA 0899 3444 S10C 7/16 x 14 14 8.99 18.16 10 34.44 75 10
4HTMA 1034 4105 S12C 1/2"x13 13 10.34 19.58 10 41.05 80 12
4HTMA 1181 4445 S12C 9/16" x 12 12 11.81 23.29 11 44.45 80 12
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HTMS

4 Flutes Helix Thread Mills for Stainless Steels

4 SUS 715-8 HIEIA A=Y e

SUS, ElEkE B2 715

H2UAIZISS SISt SHEE E2|Z

CHE & 2 -9 E|0f BHHOI| Of2] LEARM ME o 2 AJZHHZ0] FHSELICH
Z|CH LIAF7E820] 1 3xD2 (LIAHE 21E)

| Y LEAL 7430 7HsEHL T

QELIALE 2ILPAL 21R10| RE THSBILIC,

Thread Mills for SUS, Titanium alloys
Coolant type of helix flutes for deep threading.
With multiple flutes composition, it shortens threading time.

1/4P i Maximum drilling depth: 3*D2 (Threading diameter)
o0 It can be used for heli coil threading.
Both right and left threading are available.
P
18P 9e 60°
o CUTTING
|SO =S ?:, 2| Unit: mm
Q& Z7Y (Without coolant)
4HTMS 0315 120 S04 M4 M4 0.7 3.3 3.15 6.6 12 45 4
4HTMS 039 150 S04 M5 M5 0.8 4.2 3.9 7.6 15 50 4
4HTMS 048 180 S06 M6 M6 1 5 4.8 9.5 18 60 6
4HTMS 065 240 SO08 M8 M8 1.25 6.8 6.5 131 24 65 8
4HTMS 082 300 S10 M10 M10 1.5 8.5 8.2 15.7 30 75 10
4HTMS 099 360 S10 M12 M12 1.75 10.2 9.9 18.4 36 85 10
4HTMS 116420 S12 M14 M14 2 12 11.6 21 42 90 12
4HTMS 136 480 S14 M16 M16 2 14 13.6 25 48 100 14
& S8 (With coolant)
4HTMS 0315 120 S04 M4C M4 0.7 3.3 3.15 6.6 12 45 4
4HTMS 039 150 S04 M5C M5 0.8 4.2 3.9 7.6 15 50 4
4HTMS 048 180 S06 M6C M6 1 5 4.8 9.5 18 60 6
4HTMS 065 240 SO08 M8C M8 1.25 6.8 6.5 131 24 65 8
4HTMS 082 300 S10 M10C M10 1.5 8.5 8.2 15.7 30 75 10
4HTMS 099 360 S10 M12C M12 1.75 10.2 9.9 18.4 36 85 10
4HTMS 116 420 S12 M14C M14 2 12 11.6 21 42 90 12
4HTMS 136 480 S14 M16C M16 2 14 13.6 25 48 100 14
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H TMg 4 Flutes Helix Thread Mills for Stainless Steels
s N
SR NN = agsus oteg gela sacy

American UN B2 Unit: mm

o8 298 (Without coolant)

4HTMS 0358 1585 S04 No.10-24 24 3.58 8.46 8 15.85 45 4
4HTMS 0414 1798 S06 No.12-24 24 414 9.6 9 17.98 65 6
4HTMS 0488 1905 S06 1/4” x 20 20 4.88 10.21 8 19.05 65 6
4HTMS 0516 1905 S06 1/4" x 28 28 5.16 10.01 11 19.05 65 6
4HTMS 0615 2398 S08 5/16" x 18 18 6.15 12.7 9 23.98 65 8
4HTMS 0765 3018 S08 3/8"x16 16 7.65 15.9 10 30.18 65 8
4HTMS 0899 3444 510 7/16 x 14 14 8.99 18.16 10 34.44 75 10
4HTMS 1034 4105 512 1/2" x13 13 10.34 19.58 10 41.05 80 12
4HTMS 1181 4445 512 9/16” x 12 12 11.81 23.29 11 44.45 80 12
H 223 (With coolant)
4HTMS 0358 1585 S04C No.10-24 24 3.58 8.46 8 15.85 45 4
4HTMS 0414 1798 S06C No.12-24 24 4.14 9.6 9 17.98 65 6
4HTMS 0488 1905 S06C 1/4” x 20 20 4.88 10.21 8 19.05 65 6
4HTMS 0516 1905 S06C 1/4" x 28 28 5.16 10.01 11 19.05 65 6
4HTMS 0615 2398 S08C 5/16" x 18 18 6.15 12.7 9 23.98 65 8
4HTMS 0765 3018 S08C 3/8"x16 16 7.65 15.9 10 30.18 65 8
4HTMS 0899 3444 S10C 7/16 x 14 14 8.99 18.16 10 34.44 75 10
4HTMS 1034 4105 S12C 1/2"x13 13 10.34 19.58 10 41.05 80 12
4HTMS 1181 4445 S12C 9/16" x 12 12 11.81 23.29 11 44.45 80 12
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B g B 4 Flutes Pipe Parallel Thread Mills for Multi Purpose
=y LF . T I = TR
VRS sugas sy s Ay
+ HRc480|53t2| Z2|5t=, &3, Bad, 7S

BoRF L LA 7SS SISt 13}1 f=SHE Okl

SFAME| ZAFTI 21 M2 E5)| D7 ASS SFAFA|ZILICE
. EI o:lAl-o Z-IAI- 7\-|o|-2 %Ol-?—'l_:l'l':l" %Q‘!X-"%d-l_'[l-_
1.5D 0| AFE Al LHR S REYS FAMEILICE
QELIAL S 2ILEAL 20| B& THSSIL T

« Thread Mills for Hardened steels(HRc ~48),

Pre-hardened steels, Alloy steels, Carbon steels, Cast irons
Rigid and powerful flutes design for inside hardening steel.

Enhanced threading enables chip removal smoothly to reduce possible
brekage of tool inside hole.

The shape of tip reduces fraction and prevent tool bending.

Inner coollant type if recommended for threading over 1.5 Diameter.
Both right and left threading are available.

R0.137P
2|

=

- 4 @9 B.S.2779:1956

« 3452 : Medium class
T\ | Tisin-s o|" CUTTING
E cnating DATA
97P
American UN £e] Unit: mm

9% 293 (Without coolant)

4HBSP 060 0942 S06 1/16",1/8" 28 4 10 6 9.42 60 6
New 4HBSP 060 1577 S06 1/16",1/8" 28 4 17 6 15.77 60 6
4HBSP 080 1387 S08 1/4",3/8" 19 4 10 8 13.87 65 8
New 4HBSP 100 2055 S10 1/4",3/8" 19 4 15 10 20.55 75 10
4HBSP 120 1882 S12 1/2",5/8",3/4" 14 4 10 12 18.82 80 12
New 4HBSP 140 259 S14 3/8” 19 4 19 14 25.9 85 14
4HBSP 160 378 S16 17,11/4",11/2", 2" 11 4 16 16 37.8 105 16
New 4HBSP 160 3333 S16 1/2",5/8",3/4",7/8" 14 4 18 16 33.33 95 16
New 4HBSP 1605165 S16 1,11/47,11/2°,27,21/2" 11 4 22 16 51.65 120 16
L& 228 (With coolant)
4HBSP 060 0942 S06C 1/16",1/8" 28 4 10 6 9.42 60 6
New 4HBSP 060 1577 S06C 1/16",1/8" 28 4 17 6 15.77 60 6
4HBSP 080 1387 S08C 1/4",3/8" 19 4 10 8 13.87 65 8
New 4HBSP 100 2055 S10C 1/4",3/8" 19 4 15 10 20.55 75 10
4HBSP 120 1882 S12C 1/27,5/8",3/4" 14 4 10 12 18.82 80 12
New 4HBSP 140 259 S14C 3/8" 19 4 19 14 25.9 85 14
4HBSP 160 378 S16C 17, 11/47, 11727, 2" 11 4 16 16 37.8 105 16
New 4HBSP 160 3333 S16C 1/2",5/8",3/4",7/8" 14 4 18 16 33.33 95 16
New 4HBSP 1605165 S16C 17,11/47,11/27,27,21/2" 11 4 22 16 51.65 120 16
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H E 4 Flutes Pipe Parallel Thread Mills for Aluminum
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Thread Mills for Aluminum, Aluminum alloys, Non-ferrous,
and Non-metallic materials

Rigid and powerful flutes design for inside hardening steel.

Enhanced threading enables chip removal smoothly to reduce possible
brekage of tool inside hole.

The shape of tip reduces fraction and prevent tool bending.

Inner collant type if recommended for threading over 1.5 Diameter.
Both right and left threading are available.

RO.137P

=

« 7439 : B.S.2779:1956
« A SE ¢ Medium class

RT AC o CUTTING

American UN £e] Unit: mm

o2 298 (Without coolant)

4HBSPA 060 0942 S06 1/16”,1/8" 28 4 10 6 9.42 60 6
New 4HBSPA 060 1577 S06 1/16”,1/8" 28 4 17 6 15.77 60 6
4HBSPA 080 1387 S08 1/4",3/8" 19 4 10 8 13.87 65 8
New 4HBSPA 100 2055 S10 1/4",3/8" 19 4 15 10 20.55 75 10
4HBSPA 120 1882 S12 1/2",5/8",3/4" 14 4 10 12 18.82 80 12
New 4HBSPA 140 259 S14 3/8” 19 4 19 14 25.9 85 14
4HBSPA 160 378 S16 17,11/4",11/2", 2" 11 4 16 16 37.8 105 16
New 4HBSPA 160 3333 S16 1/2",5/8",3/4",7/8" 14 4 18 16 33.33 95 16
New 4HBSPA 160 5165 S16 17,11/47,11/27,27,21/2" 11 4 22 16 51.65 120 16
L& 293 (With coolant)
4HBSPA 060 0942 S06C 1/16”,1/8" 28 4 10 6 9.42 60 6
New 4HBSPA 060 1577 S06C 1/16",1/8" 28 4 17 6 15.77 60 6
4HBSPA 080 1387 S08C 1/4",3/8" 19 4 10 8 13.87 65 8
New 4HBSPA 100 2055 S10C 1/4",3/8" 19 4 15 10 20.55 75 10
4HBSPA 120 1882 S12C 1/2",5/8",3/4" 14 4 10 12 18.82 80 12
New 4HBSPA 140 259 S14C 3/8” 19 4 19 14 25.9 85 14
4HBSPA 160 378 S16C 17,11/4",11/2", 2" 1M 4 16 16 37.8 105 16
New 4HBSPA 160 3333 S16C 1/2",5/8",3/4",7/8" 14 4 18 16 33.33 95 16
New 4HBSPA 160 5165 S16C 17,11/47,11/27, 27, 21/2" 1 4 22 16 51.65 120 16
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4 Flutes Pipe Parallel Thread Mills for Stainless Steels
U
4'-—" SUS If.L s L/-,(I- 7/‘" ME//E o]

o OO

+ SUS, ElEbs 83 7k

HIZ L LIAL 73S 913t A DT 2243t & IR,
SHALE AL O 2 A4S SO0 B 452 B4 AIBLCL

S A WA 318 20|11 87 PLES B

1.5D 0|4 AFG Al L2 228 2sILIC,

QELAFY 2ILIAL 2QI0] B HSEHLICE,

!

’Zid « Thread Mills for SUS and Titanium alloys

Rigid and powerful flutes design for inside hardening steel.
Enhanced threading enables chip removal smoothly to reduce possible
brekage of tool inside hole.
The shape of tip reduces fraction and prevent tool bending.
Inner collant type if recommended for threading over 1.5 Diameter.
Both right and left threading are available.

RO0.137P
2|
CR ] @9 B.S.2779:1956
« 3452 : Medium class
+| HR 1 5° ' R |cume
E . DATA
K 97P
American UN Et8] Unit: mm

ol 223 (Without coolant)

4HBSPS 060 0942 S06 1/16",1/8" 28 4 10 6 9.42 60 6
New 4HBSPS 060 1577 S06 1/16",1/8" 28 4 17 6 15.77 60 6
4HBSPS 080 1387 S08 1/4",3/8" 19 4 10 8 13.87 65 8
New 4HBSPS 100 2055 S10 1/4",3/8" 19 4 15 10 20.55 75 10
4HBSPS 120 1882 512 1/2",5/8",3/4" 14 4 10 12 18.82 80 12
New 4HBSPS 140259 S14 3/8” 19 4 19 14 25.9 85 14
4HBSPS 160 378 S16 17,11/4",11/2", 2" 11 4 16 16 37.8 105 16
New 4HBSPS 160 3333 S16 1/2",5/8",3/4",7/8" 14 4 18 16 33.33 95 16
New 4HBSPS 1605165 S16 1,11/47,11/2°,27,21/2" 11 4 22 16 51.65 120 16
i 228 (With coolant)
4HBSPS 060 0942 S06C 1/16",1/8" 28 4 10 6 9.42 60 6
New 4HBSPS 060 1577 S06C 1/16",1/8" 28 4 17 6 15.77 60 6
4HBSPS 080 1387 S08C 1/4",3/8" 19 4 10 8 13.87 65 8
New 4HBSPS 100 2055 S10C 1/4",3/8" 19 4 15 10 20.55 75 10
4HBSPS 120 1882 S12C 1/27,5/8",3/4" 14 4 10 12 18.82 80 12
New 4HBSPS 140 259 S14C 3/8" 19 4 19 14 25.9 85 14
4HBSPS 160 378 S16C 17, 11/47, 11727, 2" 11 4 16 16 37.8 105 16
New 4HBSPS 160 3333 S16C 1/2",5/8",3/4",7/8" 14 4 18 16 33.33 95 16
New 4HBSPS 1605165 S16C 17,11/47,11/27,27,21/2" 11 4 22 16 51.65 120 16
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4 TM 4 Flutes Helix Long Thread Mills For Multi Purpose
4 L . Lt 5 ZI o
— PO 4 HE dElA 71 20l A2
HRc48 o|5le| 1A, Z2|5tEd, gad, Bad, F2 7t
Z| Aol HMO 2 ATE HAS A|°4%HH_| Ct.
Z|AMelE EREHE EDH—?— QFYA ULCt
O A AT O} 7] DO ATHO| 7Hs ST,
AZ|TY LIAL 7+50] 7HSEILCL
QELIAL Y 2ILIAF 2e10| BE THSBILILE,

oKl

H

L1

Thread Mills for Hardened steels(HRc ~48),
Pre-hardened steels, Alloy steels, Carbon steels, Cast irons

|
|
|
|
|
|
|
|
|
|
|
|
|
|
|
o

- D2 + Optimized tool design enables soft threading.
17ap ;"OT ———————— b + Optimized flute design enables stable threading.
u + High spindle speed is available with long tool life.

+ It can be used for heli coil threading.
Both right and left threading are available.
18P o=

49| : R262 (DN 13)

+x S : 6H
TISIN-S ° CUTTING
E'].
Isoé g Ctel Unit: mm
2|2 F83 (Without coolant)
4LTM 022 060 S06 M3 M3 0.5 4 2.2 6 60 6
4LTM 022 075 S06 M3 M3 0.5 4 2.2 7.5 60 6
4LTM 029 084 S06 M4 M4 0.7 4 2.9 8.4 60 6
4LTM 029 105 S06 M4 M4 0.7 4 2.9 10.5 60 6
4LTM 038 104 S06 M5 M5 0.8 4 3.8 10.4 60 6
4LTM 038 128 S06 M5 M5 0.8 4 3.8 12.8 60 6
4LTM 045 120 S06 M6 M6 1 4 4.5 12 60 6
4LTM 045 150 S06 M6 M6 1 4 4.5 15 60 6
4LTM 060 1625 S06 M8 M8 1.25 4 6 16.25 65 6
4LTM 060 200 S06 M8 M8 1.25 4 6 20 65 6
4LTM 075 210 S08 M10 M10 1.5 4 7.5 21 75 8
4LTM 075 255 S08 M10 M10 1.5 4 7.5 255 80 8
4LTM 095 245 S10 M12 M12 1.75 4 9.5 24.5 85 10
4LTM 095 315S10 M12 M12 1.75 4 9.5 31.5 85 10
4LTM 100 280 S10 M14 M14 2 4 10 28 90 10
4LTM 100 360 S10 M14 M14 2 4 10 36 95 10
4L.TM 120320 S12 M16 M16 2 4 12 32 100 12
4LTM 120400 S12 M16 M16 2 4 12 40 105 12
4LTM 140375 S14 M18 M18 2.5 4 14 37.5 100 14
4LTM 140450 S14 M18 M18 2.5 4 14 45 110 14
4LTM 160 400 S16 M20 M20 2.5 4 16 40 110 16
4LTM 160 500 S16 M20 M20 2.5 4 16 50 120 16
e 253 (With coolant)
4LTM 045 120 S06 M6C M6 1 4 4.5 12 60 6
4LTM 045 150 S06 M6C M6 1 4 4.5 15 60 6
4LTM 060 1625 S06 M8C M8 1.25 4 6 16.25 65 6
4LTM 060 200 S06 M8C M8 1.25 4 6 20 65 6
4LTM 075 210 S08 M10C M10 1.5 4 7.5 21 75 8
4LTM 075 255 S08 M10C M10 1.5 4 7.5 255 80 8
4LTM 095 245 S10 M12C M12 1.75 4 9.5 24.5 85 10
4LTM 095 315S10 M12C M12 1.75 4 9.5 31.5 85 10
4LTM 100 280 S10 M14C M14 2 4 10 28 90 10
4LTM 100 360 S10 M14C M14 2 4 10 36 95 10
4L.TM 120320 S12 M16C M16 2 4 12 32 100 12
4LTM 120400 S12 M16C M16 2 4 12 40 105 12
4LTM 140 375 S14 M18C M18 2.5 4 14 37.5 100 14
4LTM 140 450 S14 M18C M18 2.5 4 14 45 110 14
4LTM 160 400 S16 M20C M20 2.5 4 16 40 110 16
4LTM 160 500 S16 M20C M20 2.5 4 16 50 120 16
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American UN

Order Number

New 4LTM 0165 045 S04
New 4LTM 0165 054 S04
New 4LTM 019 053 S04
New 4LTM 019 063 S04

4LTM 021 060 S04
4LTM 021 079 S04
4LTM 0255 075 S04
4LTM 0255 099 S04
4LTM 033 088 S04
4LTM 033 109 S04
4LTM 0358 099 S04
4L.TM 0358 131 S04
4LTM 038 099 S04
4LTM 038 130 S04
4LTM 0415 110 S06
4L.TM 0415 152 S06
4LTM 043 112 S06
4LTM 043 149 S06
4LTM 044 114 S06
4LTM 044 154 S06
4LTM 0488 132 S06
4LTM 0488 170 S06
4LTM 0515 131 S06
4LTM 0515 167 S06
4LTM 0615 160 S08
4LTM 0615 217 S08
4LTM 0668 163 S08
4LTM 0668 205 S08
4LTM 0765 196 S08
4LTM 0765 244 S08
4L TM 082 195S10
4LTM 082 247 S10
4LTM 090 224 510
4LTM 090 297 S10
4LTM 096 221 S10
4LTM 096 284 S10
4LTM 099 221 S10
4LTM 099 285510
4LTM 1035 261 S12
4LTM 1035339 512
4LTM 111 259 512
4LTM 111 322512
4LTM 118 283 512
4LTM 118 367 S12
4L TM 125 287 S14
4L TM 125372514
4LTM 129290 S14
4LTM 129 364 S14
4L TM 131 331S14
4L TM 131424514
4LTM 141316 S16
4LTM 141414516
4L TM 159 390 S16
4LTM 159491 516
4LTM 160 387 S16
4LTM 160482 516
4L TM 160 386 S16
4LTM 160 487 S16
4LTM 160 461 S16
4L TM 160442 S16
4L TM 160519 S16
4LTM 160515516

UNC

No.2
No.2
No.3
No.3
No.4, No.5
No.4, No.5
No.6, No.8
No.6, No.8

No.10, No.12
No.10, No.12

No.12

No.12

1/4"

1/4”

5/16"
5/16"

3/8"
3/8"

7/16"

7/16"

1/2"

1/2°

9/16”

9/16”

5/8"

5/8"

3/4"

3/4"

7/8"

Lt Aks 4
Thread
UNF

No.3

No.3

No.4

No.4

No.6

No.6

No.10
No.10

No.8

No.8

5/16”
5/16"
No.10
No.10
5/16”, 3/8"
5/16",3/8"
No.12, 1/4"
No.12, 1/4"

7/16",1/2"
7/16",1/2"
1/4"
1/4"
9/16",5/8"
9/16",5/8"
5/16",3/8"
5/16",3/8"
3/4"
3/4"
3/8"
3/8"
7/8"
7/8"
7/16",1/2"
7/16",1/2"

1/2"

1/2"
17,1-1/8"
1",1-1/8"
9/16",5/8"
9/16",5/8"

5/8"

5/8"

3/4
3/4”

7/8"

17,1-1/8",1-1/2"

Lt HHR SI2|A 7]

= =1—

[ N

UNEF

No.12
No.12

No.12,5/16"
No.12,5/16"

7/16"
7/16"
No.12,1/4",5/16"
No.12,1/4",5/16"

7/16",1/2"
7/16",1/2"

9/16”
9/16”

9/16",5/8"
9/16",5/8"

3/4”
3/4"
7/16",1/2"
7/16",1/2"

3/4",13/16"
3/47,13/16"

11/16”
11/16"
9/16",5/8",11/16”
9/16",5/8",11/16"

11/167,1-1/8"

11/16",1-1/8"

3/4",13/16",7/8"
3/47,13/16",7/8"

A7
Pitch
(TPI)

56
56
48
48
40
40
32
32
36
36
24
24
32
32
24
24
28
28
32
32
20
20
28
28
18
18
24
24
16
16
24
24
14
14
20
20
28
28
13
13
20
20
12
12
18
18
24
24
1
11
18
18
10
10
16
16
20
20

14

12

Zo/ AL

LEA
2T
Flutes
z

A DdDDADdDDAMDdDDAMDMDDMADDANDMDDNDAEDMDDANDDMDAMDMDNDAEDDANEDDMDDAMDNDDAEDMDDANEDDASDDAEDNDDAEDMDDMAEDDAEDDDDMDADSEDDAEDDASDDNDDDND

M4
Teeth
Zt

10
12
10
12
9
12
9
12
12
15
9
12
12
16
10
14
12
16
14
19
10
13
14
18
1M
15
15
19
12
15
18
23
12
16
17
22
24
31
13
17
20
25
13
17
20
26
27
34
14
18
22
29
15
19
24
30
30
38
16
24
16
24

]
Diameter
D

2|

4.88
4.88
5.15
5.15
6.15
6.15
6.68
6.68
7.65
7.65
8.2
8.2

9.6
9.6
9.9
9.9
10.35
10.35
111
111
11.8
11.8
12.5
12.5
12.9
12.9
13.1
13.1
14.1
14.1
15.9
15.9
16
16
16
16
16
16
16
16

ol Unit: mm
LI Zo] % M3
IQ{,S?& Egﬁéﬂ Shank Dia
L1 L d
B3 (Without coolant)
4.5 45 4
5.4 45 4
5.3 45 4
6.3 45 4
6 45 4
7.9 45 4
7.5 45 4
9.9 45 4
8.8 45 4
10.9 45 4
9.9 45 4
13.1 45 4
9.9 45 4
13 50 4
11 60 6
15.2 60 6
1.2 60 6
14.9 60 6
11.4 60 6
15.4 60 6
13.2 60 6
17 60 6
13.1 60 6
16.7 60 6
16 65 8
21.7 75 8
16.3 65 8
20.5 75 8
19.6 65 8
24.4 75 8
19.5 80 10
24.7 80 10
22.4 75 10
29.7 80 10
221 75 10
28.4 80 10
22.1 75 10
28.5 80 10
26.1 80 12
33.9 90 12
25.9 80 12
32.2 90 12
28.3 80 12
36.7 90 12
28.7 95 14
37.2 100 14
29 95 14
36.4 | 100 14
33.1 95 14
42.4 | 105 14
31.6 95 16
41.4 105 16
39 100 16
49.1 110 16
38.7 105 16
48.2 115 16
38.6 105 16
487 | 115 16
46.1 110 16
44.2 110 16
51.9 120 16
51.5 | 120 16
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American UN B9] Unit: mm
LI 7S 74 ozqd g M 24 UAEZo] A% M3
Order Number Thread Pitch  Flutes Teeth  Diameter IQES?ﬁ E)evr?éfﬂ Shank Dia
UNC UNF UNEF (TP) 7 7t 5 0 ¢ ;

Li&L 288 (With coolant)

4LTM 0358 099 S04C | No.10, No.12 | 5/16” 24 4 9 3.58 9.9 45 4
4LTM 0358 131 S04C | No.10, No.12 | 5/16” 24 4 12 3.58 13.1 45 4
4LTM 038 099 S04C No.10 No.12,5/16" 32 4 12 3.8 9.9 45 4
4LTM 038 130 S04C No.10 No.12,5/16" 32 4 16 3.8 13 50 4
4LTM 0415110 S06C | No.12 5/16",3/8" 24 4 10 4.15 11 60 6
4LTM 0415152 S06C | No.12 5/16",3/8" 24 4 14 4.15 15.2 60 6
4LTM 043 112 S06C No.12, 1/4" 7/16" 28 4 12 4.3 11.2 60 6
4LTM 043 149 S06C No.12, 1/4” 7/16" 28 4 16 4.3 14.9 60 6
4LTM 044 114 S06C No.12,1/4",5/16" 32 4 14 4.4 1.4 60 6
4LTM 044 154 S06C No.12,1/4",5/16" 32 4 19 4.4 15.4 60 6
4LTM 0488 132 S06C | 1/4” 7/16",1/2" 20 4 10 4.88 13.2 60 6
4LTM 0488 170 S06C | 1/4" 7/16",1/2" 20 4 13 4.88 17 60 6
4LTM 0515 131 S06C 1/4" 7/16",1/2" 28 4 14 5.15 13.1 60 6
4LTM 0515 167 S06C 1/4" 7/16",1/2" 28 4 18 5.15 16.7 60 6
4LTM 0615 160 SO8C | 5/16” 9/16",5/8" 18 4 M 6.15 16 65 8
4LTM 0615217 S08C | 5/16” 9/16",5/8" 18 4 15 6.15 21.7 75 8
4LTM 0668 163 S08C 5/16", 3/8" 9/16" 24 4 15 6.68 16.3 65 8
4LTM 0668 205 S08C 5/16",3/8" 9/16” 24 4 19 6.68 20.5 75 8
4LTM 0765 196 SO08C | 3/8” 3/4" 16 4 12 7.65 19.6 65 8
4LTM 0765 244 S08C | 3/8" 3/4” 16 4 15 7.65 24.4 75 8
4LTM 082 195 S10C 3/8” 9/16",5/8" 24 4 18 8.2 19.5 80 10
4LTM 082 247 S10C 3/8" 9/16",5/8" 24 4 23 8.2 24.7 80 10
4LTM 090 224 S10C | 7/16" 7/8" 14 4 12 9 22.4 75 10
4LTM 090 297 S10C | 7/16" 7/8" 14 4 16 9 29.7 80 10
4LTM 096 221 S10C 7/16",1/2" 3/4” 20 4 17 9.6 22.1 75 10
4LTM 096 284 S10C 7/16",1/2" 3/4” 20 4 22 9.6 28.4 80 10
4LTM 099 221 S10C 7/16",1/2" 28 4 24 9.9 221 75 10
4LTM 099 285 S10C 7/16",1/2" 28 4 31 9.9 28.5 80 10
4LTM 1035261 S12C | 1/2" 13 4 13 | 10.35 26.1 80 12
4LTM 1035339S12C | 1/2" 13 4 17 | 10.35 33.9 90 12
4LTM 111 259 S12C 1/2" 3/47,13/16" 20 4 20 1.1 25.9 80 12
4LTM 111 322512C 1/2" 3/47,13/16" 20 4 25 1.1 32.2 90 12
4LTM 118283S12C | 9/16” 17,1-1/8" 12 4 13 11.8 28.3 80 12
4LTM 118367 S12C | 9/16” 17,1-1/8" 12 4 17 11.8 36.7 90 12
4LTM 125 287 S14C 9/16",5/8" 11/16” 18 4 20 12.5 28.7 95 14
4LTM 125372 S14C 9/16",5/8" 11/16” 18 4 26 12.5 37.2 100 14
4LTM 129 290 S14C 9/16",5/8",11/16" 24 4 27 12.9 29 95 14
4LTM 129 364 S14C 9/16",5/8",11/16" 24 4 34 12.9 36.4 100 14
4LTM 131331S514C | 5/8" 1M 4 14 13.1 33.1 95 14
4LTM 131424 514C | 5/8" 11 4 18 13.1 42.4 105 14
4LTM 141 316 S16C 5/8" 11/167,1-1/8" 18 4 22 14.1 31.6 95 16
4LTM 141 414 S16C 5/8” 11/16",1-1/8" 18 4 29 14.1 41.4 105 16
4LTM 159390S16C | 3/4” 10 4 15 15.9 39 100 16
4LTM 159491 S16C | 3/4” 10 4 19 15.9 49.1 110 16
4L TM 160 387 S16C 3/4” 16 4 24 16 38.7 105 16
4LTM 160482 S16C 3/4” 16 4 30 16 48.2 115 16
4LTM 160 386 S16C 3/47,13/16",7/8" 20 4 30 16 38.6 105 16
4LTM 160 487 S16C 3/47,13/16",7/8" 20 4 38 16 48.7 115 16
4L TM 160461 S16C | 7/8" 9 4 16 16 46.1 110 16
4LTM 160 442 S16C 7/8” 14 4 24 16 44.2 110 16
4LTM 160519S16C | 17 8 4 16 16 51.9 120 16
4LTM 160515 S16C 17, 1-1/8",1-1/2" 12 4 24 16 51.5 120 16
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F M A 4 Flutes Helix Long Thread Mills For Aluminum
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[

‘T
@ i o Thread Mills for Aluminum, Aluminum alloys, Non-ferrous,
= and Non-metallic materials

Optimized tool design enables soft threading.
Optimized flute design enables stable threading.
High spindle speed is available with long tool life.
It can be used for heli coil threading.

Both right and left threading are available.

1/4p TE I AN L

B

1/8P I

747**_| R262 (DN 13)
. 4—1|-

(-] cU'ITING

Isoé 60 2| Unit: mm

Q= 584 (Without coolant)

4L TMA 022 060 S06 M3 M3 0.5 4 2.2 6 60 6
4LTMA 022 075 S06 M3 M3 0.5 4 2.2 7.5 60 6
4LTMA 029 084 S06 M4 M4 0.7 4 2.9 8.4 60 6
4LTMA 029 105 S06 M4 M4 0.7 4 2.9 10.5 60 6
4L.TMA 038 104 S06 M5 M5 0.8 4 3.8 10.4 60 6
4LTMA 038 128 S06 M5 M5 0.8 4 3.8 12.8 60 6
4LTMA 045 120 S06 M6 M6 1 4 4.5 12 60 6
4LTMA 045 150 S06 M6 M6 1 4 4.5 15 60 6
4LTMA 060 1625 S06 M8 M8 1.25 4 6 16.25 65 6
4LTMA 060 200 S06 M8 M8 1.25 4 6 20 65 6
4LTMA 075 210 S08 M10 M10 1.5 4 7.5 21 75 8
4LTMA 075 255 S08 M10 M10 1.5 4 7.5 255 80 8
4LTMA 095 245 S10 M12 M12 1.75 4 9.5 24.5 85 10
4LTMA 095 315S10 M12 M12 1.75 4 9.5 31.5 85 10
4L.TMA 100 280 S10 M14 M14 2 4 10 28 0 10
4LTMA 100 360 S10 M14 M14 2 4 10 36 95 10
4L TMA 120320S12 M16 M16 2 4 12 32 100 12
4L TMA 120400 S12 M16 M16 2 4 12 40 105 12
4LTMA 140 375S14 M18 M18 2.5 4 14 375 100 14
4LTMA 140450S14 M18 M18 2.5 4 14 45 110 14
4LTMA 160 400 S16 M20 M20 2.5 4 16 40 110 16
4LTMA 160 500 S16 M20 M20 2.5 4 16 50 120 16
L& 293 (With coolant)
4LTMA 045 120 S06 M6C M6 1 4 4.5 12 60 6
4LTMA 045 150 S06 M6C M6 1 4 4.5 15 60 6
4L TMA 060 1625 S06 M8C M8 1.25 4 6 16.25 65 6
4LTMA 060 200 S06 M8C M8 1.25 4 6 20 65 6
4LTMA 075 210 SO8 M10C M10 1.5 4 7.5 21 75 8
4LTMA 075 255 S08 M10C M10 1.5 4 7.5 255 80 8
4L TMA 095 245 S10 M12C M12 1.75 4 9.5 24.5 85 10
4LTMA 095 315S10 M12C M12 1.75 4 9.5 31.5 85 10
4LTMA 100 280 S10 M14C M14 2 4 10 28 0 10
4LTMA 100 360 S10 M14C M14 2 4 10 36 95 10
4L TMA 120320 S12 M16C M16 2 4 12 32 100 12
4L.TMA 120400 S12 M16C M16 2 4 12 40 105 12
4L TMA 140 375 S14 M18C M18 2.5 4 14 375 100 14
4L TMA 140450 S14 M18C M18 2.5 4 14 45 110 14
4LTMA 160 400 S16 M20C M20 2.5 4 16 40 110 16
4LTMA 160 500 S16 M20C M20 2.5 4 16 50 120 16
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American UN

Order Number

New 4LTMA 0165 045 S04
New 4LTMA 0165 054 S04
New 4LTMA 019 053 S04
New 4LTMA 019 063 S04
4LTMA 021 060 S04
4LTMA 021 079 S04
4LTMA 0255 075 S04
4LTMA 0255 099 S04
4L TMA 033 088 S04
4LTMA 033 109 S04
4LTMA 0358 099 S04
4LTMA 0358 131 S04
4LTMA 038 099 S04
4LTMA 038 130 S04
4LTMA 0415110 S06
4LTMA 0415 152 S06
4LTMA 043 112 S06
4LTMA 043 149 S06
4LTMA 044 114 S06
4LTMA 044 154 S06
4L TMA 0488 132 S06
4LTMA 0488 170 S06
4LTMA 0515 131 S06
4LTMA 0515 167 S06
4L.TMA 0615 160 S08
4LTMA 0615217 S08
4L TMA 0668 163 S08
4L.TMA 0668 205 S08
4LTMA 0765 196 S08
4LTMA 0765 244 508
4LTMA 082 195S10
4LTMA 082 247 S10
4LTMA 090 224 510
4LTMA 090 297 S10
4LTMA 096 221 S10
4LTMA 096 284 S10
4LTMA 099 221 S10
4LTMA 099 285 S10
4L TMA 1035 261 S12
4LTMA 1035339512
4LTMA 111 259 512
4LTMA 111 322512
4LTMA 118 283 512
4LTMA 118 367 S12
4L TMA 125287 S14
4LTMA 125372514
4LTMA 129 290 S14
4LTMA 129 364 S14
4LTMA 131 331S14
4LTMA 131 424514
4LTMA 141 316 S16
4LTMA 141 414516
4LTMA 159390 S16
4LTMA 159491 S16
4L.TMA 160 387 S16
4LTMA 160 482 S16
4LTMA 160 386 S16
4LTMA 160 487 S16
4LTMA 160461 S16
4LTMA 160442 S16
4LTMA 160519 S16
4LTMA 160515516

f.
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LiA7ts 24 ozqdd g%
Thread Pitch Flutes
UNC UNF UNEF (TPI) 2
No.2 No.2 56 4
No.2 No.2 56 4
No.3 No.3 48 4
No.3 No.3 48 4
No.4, No.5 No.6 40 4
No.4, No.5 No.6 40 4
No.6, No.8 No.10 No.12 32 4
No.6, No.8 No.10 No.12 32 4
No.8 36 4
No.8 36 4
No.10, No.12  5/16” 24 4
No.10, No.12  5/16” 24 4
No.10 No.12,5/16” 32 4
No.10 No.12,5/16" 32 4
No.12 5/16", 3/8" 24 4
No.12 5/16", 3/8" 24 4
No.12, 1/4" 7/16" 28 4
No.12, 1/4" 7/16" 28 4
No.12,1/4”,5/16" 32 4
No.12,1/4",5/16" 32 4
1/4” 7/16"7,1/2" 20 4
1/4" 7/16",1/2" 20 4
1/4” 7/167,1/2" 28 4
1/4” 7/16",1/2" 28 4
5/16" 9/16”,5/8" 18 4
5/16” 9/16”, 5/8" 18 4
5/16”, 3/8" 9/16” 24 4
5/16", 3/8" 9/16” 24 4
3/8” 3/4” 16 4
3/8” 3/4” 16 4
3/8” 9/16”, 5/8" 24 4
3/8” 9/16”, 5/8" 24 4
7/16" 7/8" 14 4
7/16" 7/8” 14 4
7/167,1/2" 3/4" 20 4
7/167,1/2" 3/4" 20 4
7/16",1/2" 28 4
7/16",1/2" 28 4
1/2" 13 4
1/2" 13 4
1/2" 3/47,13/16" 20 4
1/2" 3/4”7,13/16" 20 4
9/16” 17,1-1/8" 12 4
9/16” 17,1-1/8" 12 4
9/16”,5/8" 11/16” 18 4
9/16",5/8" 11/16" 18 4
9/16”,5/8",11/16" 24 4
9/16",5/8",11/16" 24 4
5/8" 11 4
5/8” 11 4
5/8” 11/16”,1-1/8" 18 4
5/8” 11/16",1-1/8" 18 4
3/4" 10 4
3/4" 10 4
3/4” 16 4
3/4” 16 4
3/4”,13/16",7/8" 20 4
3/4”,13/16",7/8" 20 4
7/8" 9 4
7/8" 14 4
1” 8 4
17,1-1/8",1-1/2" 12 4

ol A2l X
2l Unit: mm
e €4 UARZo 3% E]
Teeth  Diameter [2{12?2 8;’%#1' Shank Dia
Zt D L1 L d
9|8 F88 (Without coolant)
10 1.65 4.5 45 4
12 1.65 54 45 4
10 1.9 53 45 4
12 1.9 6.3 45 4
9 2.1 6 45 4
12 2.1 7.9 45 4
9 2.55 7.5 45 4
12 2.55 9.9 45 4
12 3.3 8.8 45 4
15 3.3 10.9 45 4
9 3.58 9.9 45 4
12 3.58 13.1 45 4
12 3.8 9.9 45 4
16 3.8 13 50 4
10 4.15 11 60 6
14 4.15 15.2 60 6
12 4.3 11.2 60 6
16 4.3 14.9 60 6
14 4.4 1.4 60 6
19 4.4 15.4 60 6
10 4.88 13.2 60 6
13 4.88 17 60 6
14 5.15 13.1 60 6
18 5.15 16.7 60 6
11 6.15 16 65 8
15 6.15 21.7 75 8
15 6.68 16.3 65 8
19 6.68 20.5 75 8
12 7.65 19.6 65 8
15 7.65 24.4 75 8
18 8.2 19.5 80 10
23 8.2 24.7 80 10
12 9 22.4 75 10
16 9 29.7 80 10
17 9.6 22.1 75 10
22 9.6 28.4 80 10
24 9.9 22.1 75 10
31 9.9 28.5 80 10
13 10.35 26.1 80 12
17 10.35 33.9 90 12
20 1.1 25.9 80 12
25 1.1 32.2 90 12
13 11.8 28.3 80 12
17 11.8 36.7 90 12
20 12.5 28.7 95 14
26 12.5 37.2 100 14
27 12.9 29 95 14
34 12.9 36.4 100 14
14 13.1 33.1 95 14
18 13.1 42.4 105 14
22 14.1 31.6 95 16
29 14.1 41.4 105 16
15 15.9 39 100 16
19 15.9 491 110 16
24 16 38.7 105 16
30 16 48.2 115 16
30 16 38.6 105 16
38 16 48.7 115 16
16 16 46.1 110 16
24 16 44.2 110 16
16 16 51.9 120 16
24 16 51.5 120 16
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American UN B9 Unit: mm
LiA7ts 724 oaqd g M 24 UM Zo  E M3
Order Number Thread Pitch  Flutes Teeth Diameter IQ;S?I? 8;’%%'1' Shank Dia
UNC UNF UNEF (TPl 7 7t 5 A h g

L& S8 (With coolant)

4LTMA 0358 099 S04C | No.10, No.12 5/16” 24 4 9 3.58 9.9 45 4
4LTMA 0358 131 S04C | No.10, No.12 5/16" 24 4 12 3.58 13.1 45 4
4LTMA 038 099 S04C No.10 No.12,5/16" 32 4 12 3.8 9.9 45 4
4LTMA 038 130 S04C No.10 No.12,5/16" 32 4 16 3.8 13 50 4
4LTMA 0415110S06C | No.12 5/16",3/8" 24 4 10 4.15 " 60 6
4LTMA 0415152 S06C | No.12 5/16",3/8" 24 4 14 4.15 15.2 60 6
4LTMA 043 112 S06C No.12,1/4" 7/16" 28 4 12 4.3 1.2 60 6
4LTMA 043 149 S06C No.12, 1/4” 7/16" 28 4 16 4.3 14.9 60 6
4LTMA 044 114 S06C No.12, 1/4",5/16" 32 4 14 4.4 11.4 60 6
4LTMA 044 154 S06C No.12,1/4",5/16" 32 4 19 4.4 15.4 60 6
4LTMA 0488 132 S06C | 1/4” 7116”7, 1/2" 20 4 10 4.88 13.2 60 6
4LTMA 0488 170 S06C | 1/4" 7/16",1/2" 20 4 13 4.88 17 60 6
4LTMA 0515 131 S06C 1/4" 71167, 1/2" 28 4 14 5.15 131 60 6
4LTMA 0515 167 S06C 1/4" 7116”7, 1/2" 28 4 18 5.15 16.7 60 6
4LTMA 0615 160 SO8C | 5/16” 9/16”,5/8" 18 4 1M 6.15 16 65 8
4LTMA 0615217 S08C | 5/16” 9/16",5/8" 18 4 15 6.15 21.7 75 8
4LTMA 0668 163 S08C 5/16",3/8" 9/16" 24 4 15 6.68 16.3 65 8
4LTMA 0668 205 S08C 5/16",3/8" 9/16” 24 4 19 6.68 20.5 75 8
4LTMA 0765 196 S08C | 3/8” 3/4" 16 4 12 7.65 19.6 65 8
4LTMA 0765 244 S08C | 3/8" 3/4” 16 4 15 7.65 24.4 75 8
4LTMA 082 195 S10C 3/8" 9/16”,5/8" 24 4 18 8.2 19.5 80 10
4LTMA 082 247 S10C 3/8” 9/16”,5/8" 24 4 23 8.2 24.7 80 10
4LTMA 090224 S10C | 7/16" 7/8" 14 4 12 9 22.4 75 10
4LTMA 090 297 S10C | 7/16" 7/8" 14 4 16 9 29.7 80 10
4LTMA 096 221 S10C 7/16",1/2" 3/4" 20 4 17 9.6 22.1 75 10
4LTMA 096 284 S10C 7/16",1/2" 3/4" 20 4 22 9.6 28.4 80 10
4LTMA 099 221 S10C 7/16",1/2" 28 4 24 9.9 221 75 10
4LTMA 099 285 S10C 7/16",1/2" 28 4 31 9.9 28.5 80 10
4L TMA 1035261S12C | 1/2" 13 4 13 10.35 26.1 80 12
4LTMA1035339S12C | 1/2" 13 4 17 | 10.35 33.9 90 12
4LTMA 111 259 S12C 1/2" 3/47,13/16" 20 4 20 1.1 25.9 80 12
4LTMA 111 322S12C 1/2" 3/47,13/16" 20 4 25 111 322 90 12
4L TMA118283S12C | 9/16” 17,1-1/8" 12 4 13 11.8 28.3 80 12
4LTMA 118367 S12C | 9/16” 17,1-1/8" 12 4 17 11.8 36.7 90 12
4LTMA 125 287 S14C 9/16",5/8" 11/16” 18 4 20 12.5 28.7 95 14
4LTMA 125372 S14C 9/16",5/8" 11/16” 18 4 26 12.5 37.2 100 14
4LTMA 129 290 S14C 9/16",5/8",11/16" 24 4 27 12.9 29 95 14
4LTMA 129 364 S14C 9/16",5/8",11/16" 24 4 34 12.9 36.4 100 14
4LTMA 131331S14C | 5/8” 1 4 14 13.1 331 95 14
4LTMA 131424S14C | 5/8” 11 4 18 13.1 42.4 105 14
4LTMA 141 316 S16C 5/8" 11/16",1-1/8" 18 4 22 141 31.6 95 16
4LTMA 141 414 516C 5/8” 11/16",1-1/8" 18 4 29 14.1 41.4 105 16
4LTMA 159390S16C | 3/4” 10 4 15 15.9 39 100 16
4LTMA 159491 S16C | 3/4” 10 4 19 15.9 49.1 110 16
4LTMA 160 387 S16C 3/4" 16 4 24 16 38.7 105 16
4LTMA 160 482 S16C 3/4" 16 4 30 16 48.2 115 16
4LTMA 160 386 S16C 3/47,13/16",7/8" 20 4 30 16 38.6 105 16
4LTMA 160 487 S16C 3/47,13/16",7/8" 20 4 38 16 48.7 115 16
4LTMA 160 461S16C | 7/8" 9 4 16 16 46.1 110 16
4LTMA 160 442 S16C 7/8" 14 4 24 16 44.2 110 16
4LTMA 160519S16C | 17 8 4 16 16 51.9 120 16
4LTMA 160 515 S16C 17,1-1/8",1-1/2" 12 4 24 16 51.5 120 16
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. T M 5 4 Flutes Helix Long Thread Mills For Stainless Steels
4 L - LF o8 5 I o
Sl U AN = 44 SUS 188 HElA 71 20| e

. SUS ElEI"E' ol-:l. 7|.J_

z|113|.5| oﬂAI‘Oi ATE AA % %'.*’iiﬂ-“:l‘.
ZM5HE S2E HSEE 1) OFHH QuiCt
O A AT O} 7] DO ATHO| 7Hs ST,
3| 3Y LA} 7H20| JHs LY.
QELIAHY QLA 2HRI0| BE THSBILICE

*

‘T
@ S = e e s s s s s D + Thread Mills for SUS and Titanium alloys
)| + Optimized tool design enables soft threading.
D2 + Optimized flute design enables stable threading.
e ;?;r' rrrrrrrrr b + High spindle speed is available with long tool life.
Le + It can be used for heli coil threading.

+ Both right and left threading are available.

#4329 : R262 (DN 13)

‘-Zl'g‘;‘ 6H
HR CUTTING
Coating Helux Angle Rotatlon DATA
|SO§ % 2| Unit: mm

Q& Z93 (Without coolant)

4LTMS 022 060 S06 M3 M3 0.5 4 2.2 6 60 6
4LTMS 022 075 S06 M3 M3 0.5 4 2.2 7.5 60 6
4LTMS 029 084 S06 M4 M4 0.7 4 2.9 8.4 60 6
4LTMS 029 105 S06 M4 M4 0.7 4 2.9 10.5 60 6
4LTMS 038 104 S06 M5 M5 0.8 4 3.8 10.4 60 6
4LTMS 038 128 S06 M5 M5 0.8 4 3.8 12.8 60 6
4LTMS 045 120 S06 M6 M6 1 4 4.5 12 60 6
4LTMS 045 150 S06 M6 M6 1 4 4.5 15 60 6
4LTMS 060 1625 S06 M8 M8 1.25 4 6 16.25 65 6
4LTMS 060 200 S06 M8 M8 1.25 4 6 20 65 6
4LTMS 075210 S08 M10 M10 1.5 4 7.5 21 75 8
4LTMS 075 255 S08 M10 M10 1.5 4 7.5 255 80 8
4LTMS 095 245 S10 M12 M12 1.75 4 9.5 24.5 85 10
4LTMS 095 315 S10 M12 M12 1.75 4 9.5 31.5 85 10
4LTMS 100 280 S10 M14 M14 2 4 10 28 0 10
4LTMS 100 360 S10 M14 M14 2 4 10 36 95 10
4LTMS 120 320 S12 M16 M16 2 4 12 32 100 12
4LTMS 120400 S12 M16 M16 2 4 12 40 105 12
4LTMS 140 375S14 M18 M18 2.5 4 14 37.5 100 14
4LTMS 140450 S14 M18 M18 2.5 4 14 45 110 14
4LTMS 160 400 S16 M20 M20 2.5 4 16 40 110 16
4LTMS 160 500 S16 M20 M20 2.5 4 16 50 120 16
L& 293 (With coolant)
4LTMS 045 120 S06 M6C M6 1 4 4.5 12 60 6
4LTMS 045 150 S06 M6C M6 1 4 4.5 15 60 6
4LTMS 060 1625 S06 M8C M8 1.25 4 6 16.25 65 6
4LTMS 060 200 S06 M8C M8 1.25 4 6 20 65 6
4LTMS 075210 S08 M10C M10 1.5 4 7.5 21 75 8
4LTMS 075 255 S08 M10C M10 1.5 4 7.5 255 80 8
4LTMS 095 245 S10 M12C M12 1.75 4 9.5 24.5 85 10
4LTMS 095 315S10 M12C M12 1.75 4 9.5 31.5 85 10
4LTMS 100 280 S10 M14C M14 2 4 10 28 90 10
4LTMS 100 360 S10 M14C M14 2 4 10 36 95 10
4LTMS 120 320 S12 M16C M16 2 4 12 32 100 12
4LTMS 120400 S12 M16C M16 2 4 12 40 105 12
4LTMS 140 375 S14 M18C M18 2,5 4 14 37.5 100 14
4LTMS 140 450 S14 M18C M18 2.5 4 14 45 110 14
4LTMS 160 400 S16 M20C M20 2.5 4 16 40 110 16
4LTMS 160 500 S16 M20C M20 2.5 4 16 50 120 16
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VAR &

American UN

Order Number

New 4LTMS 0165 045 S04
New 4LTMS 0165 054 S04
New 4LTMS 019 053 S04
New 4LTMS 019 063 S04
4LTMS 021 060 S04
4LTMS 021 079 S04
4LTMS 0255 075 S04
4LTMS 0255 099 S04
4LTMS 033 088 S04
4LTMS 033 109 S04
4LTMS 0358 099 S04
4LTMS 0358 131 S04
4LTMS 038 099 S04
4LTMS 038 130 S04
4LTMS 0415110 S06
4LTMS 0415 152 S06
4LTMS 043 112 S06
4LTMS 043 149 S06
4LTMS 044 114 S06
4LTMS 044 154 S06
4LTMS 0488 132 S06
4LTMS 0488 170 S06
4LTMS 0515 131 S06
4LTMS 0515 167 S06
4LTMS 0615 160 SO8
4LTMS 0615 217 S08
4LTMS 0668 163 S08
4LTMS 0668 205 S08
4LTMS 0765 196 S08
4LTMS 0765 244 S08
4L.TMS 082 195 S10
4LTMS 082 247 S10
4LTMS 090 224 S10
4LTMS 090 297 S10
4LTMS 096 221 S10
4LTMS 096 284 S10
4LTMS 099 221 510
4LTMS 099 285 S10
4LTMS 1035 261 S12
4LTMS 1035339512
4LTMS 111259 512
4LTMS 111 322512
4LTMS 118 283512
4LTMS 118 367 S12
4L TMS 125 287 S14
4LTMS 125372514
4LTMS 129290 S14
4LTMS 129 364 S14
4LTMS 131 331 S14
4LTMS 131424514
4LTMS 141316 S16
4LTMS 141414516
4LTMS 159 390 S16
4LTMS 159 491 516
4LTMS 160 387 S16
4LTMS 160482516
4LTMS 160 386 S16
4LTMS 160487 S16
4LTMS 160 461 S16
4LTMS 160 442 516
4LTMS 160 519516
4LTMS 160515516

/7 L_j 4L.I-SU57f._.__g olIE [ loIMEI'/l:DI

UNC

No.2
No.2
No.3
No.3
No.4, No.5
No.4, No.5
No.6, No.8
No.6, No.8

No.10, No.12
No.10, No.12

No.12

No.12

1/4”

1/4"

5/16"
5/16"

3/8”
3/8”

7/16"

7/16"

1/2"

1/2"

9/16”

9/16”

5/8"

5/8"

3/4"

3/4”

7/8"

No.3
No.3
No.4
No.4
No.6
No.6
No.10
No.10
No.8
No.8
5/16”
5/16”
No.10
No.10

5/16",
,3/8"

5/16"

No.12,

No.12

7/16"

7/16",

1/4"
1/4"
9/16"

5/16",
5/16",

3/4"
3/4”
3/8”
3/8”
7/8"
7/8"

7/167,
7/16",

1/2"
1/2"

LiA 7S 714

Thread

UNF

3/8"

1/4”

A

L1727

1/2"

,5/8"
9/16”,

5/8"
3/8"
3/8"

1/2"
1/2"

17,1-1/8"
17,1-1/8"
5/8"

9/16",
,5/8"

9/16”

5/8”
5/8"

3/4”
3/4"

7/8"

-1/8

=172

UNEF

No.12
No.12

No.12,5/16"

No.12,5/16"

7/16"
7/16"

No.12,1/4",5/16"
No.12,1/4",5/16"

7/16",1/2"
7/16",1/2"

9/16”
9/16”

9/16",5/8"
9/16",5/8"

3/4"
3/4"
7/16",1/2"
7/16",1/2"

3/4”,13/16"
3/47,13/16"

11/16"
11/16"

9/16",5/8",11/16”
9/16",5/8",11/16"

11/16",1-1/8"
11/16",1-1/8"

3/4",13/16",7/8"
3/4,13/16",7/8"

74
Pitch
(TPI)

56
48
48
40
40
32
32
36
36
24
24
32
32
24
24
28
28
32
32
20
20
28
28
18
18
24
24
16
16
24
24
14
14
20
20
28
28
13
13
20
20
12
12
18
18
24
24
11
11
18
18
10
10
16
16
20
20

14

12

LIA
2T

Flutes
z

B T e T e T T S S e e e e e e S S N T T e e = T =T S S S S e S e N N I T T T i =l e T e S T S S e S e S e e e e N T

e
Teeth
7t

10
12
10
12
9

12
9

12
12
15
9

12
12
16
10
14
12
16
14
19
10
13
14
18
M
15
15
19
12
15
18
23
12
16
17
22
24
31
13
17
20
25
13
17
20
26
27
34
14
18
22
29
15
19
24
30
30
38
16
24
16
24

=3

LiAt 2o %

Thread

Diameter Length

D
9

4.88
4.88
5.15
5.15
6.15
6.15
6.68
6.68
7.65
7.65
8.2
8.2

9.6
9.6
9.9
9.9
10.35
10.35
111
1.1
11.8
11.8
12.5
12.5
12.9
12.9
131
13.1
14.1
14.1
15.9
15.9
16
16
16
16
16
16
16
16

L1

2 283 (Without coolant)

4.5
5.4
5.3
6.3
6
7.9
7.5
9.9
8.8
10.9
9.9
13.1
9.9
13
1
15.2
1.2
14.9
11.4
15.4
13.2
17
13.1
16.7
16
21.7
16.3
20.5
19.6
24.4
19.5
24.7
22.4
29.7
221
28.4
221
28.5
26.1
33.9
25.9
322
28.3
36.7
28.7
37.2
29
36.4
331
42.4
31.6
41.4
39
49.1
38.7
48.2
38.6
48.7
46.1
44.2
51.9
51.5

Overall
Length
L

45
45
45
45
45
45
45
45
45
45
45
45
45
50
60
60
60
60
60
60
60
60
60
60
65
75
65
75
65
75
80
80
75
80
75
80
75
80
80
90
80
90
80
90
95
100
95
100
95
105
95
105
100
110
105
115
105
115
110
110
120
120

o2l Unit: mm

M3

Shank Dia

d

WDDOVOVDIDIDIDNODDODODONANDNDNMDNDEDNDNMENMNDNMDNDNDNANDN

10
10
10
10
10
10
10
10
12
12
12
12
12
12
14
14
14
14
14
14
16
16
16
16
16
16
16
16
16
16
16
16
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Il T IS sgsus 138 waia 71201 a1

American UN

Order Number

4LTMS 0358 099 S04C
4LTMS 0358 131 S04C
4LTMS 038 099 S04C
4LTMS 038 130 S04C
4LTMS 0415 110 S06C
4LTMS 0415 152 S06C
4LTMS 043 112 S06C
4LTMS 043 149 S06C
4LTMS 044 114 S06C
4LTMS 044 154 S06C
4LTMS 0488 132 S06C
4LTMS 0488 170 S06C
4LTMS 0515 131 S06C
4LTMS 0515 167 S06C
4LTMS 0615 160 S08C
4LTMS 0615 217 S08C
4LTMS 0668 163 SO8C
4LTMS 0668 205 S08C
4LTMS 0765 196 S08C
4LTMS 0765 244 S08C
4LTMS 082 195S10C
4LTMS 082 247 S10C
4LTMS 090 224 S10C
4LTMS 090 297 S10C
4LTMS 096 221 S10C
4LTMS 096 284 S10C
4LTMS 099 221 S10C
4LTMS 099 285 S10C
4LTMS 1035 261 S12C
4LTMS 1035 339S12C
4LTMS 111 259 S12C
4LTMS 111 322512C
4LTMS 118283 S12C
4LTMS 118 367 S12C
4LTMS 125 287 S14C
4LTMS 125372 S14C
4LTMS 129 290 S14C
4LTMS 129 364 S14C
4LTMS 131 331 S14C
4LTMS 131424 S514C
4LTMS 141316 S16C
4LTMS 141414 S16C
4LTMS 159 390 S16C
4LTMS 159491 S16C
4LTMS 160 387 S16C
4LTMS 160 482 S16C
4LTMS 160 386 S16C
4LTMS 160 487 S16C
4LTMS 160461 S16C
4LTMS 160 442 S16C
4LTMS 160519 S16C
4LTMS 160515 S16C

56 | < adtooLs

UNC

LA 7k 74
Thread
UNF

No.10,No.12 5/16"
No.10, No.12 5/16”

No.12
No.12

1/4"

1/4"

5/16"
5/16"

3/8”
3/8”

7/16"

7/16"

1/2"

1/2"

9/16”

9/16”

5/8"

5/8”

3/4”

3/4”

7/8"

No.10
No.10
5/16", 3/8"
5/16", 3/8"
No.12, 1/4"
No.12,1/4"

7/16",1/2"
7/16",1/2"
1/4”
1/4"
9/16",5/8"
9/16",5/8"
5/16", 3/8"
5/16",3/8"
3/4"
3/4"
3/8”
3/8”
7/8"
7/8"
7/16",1/2"
7/16",1/2"

1/2"

1/2"
17,1-1/8"
17,1-1/8"
9/16",5/8"
9/16",5/8"

5/8"

5/8”

3/4”
3/4”

7/8”

17,1-1/8",1-1/2"

UNEF

No.12,5/16"
No.12,5/16"

7/16"
7/16"

No.12,1/4",5/16"
No.12,1/4",5/16"

7/16"
7/16"

/27
L1727

9/16"
9/16”

9/16”
9/16”

,5/8"
,5/8"

3/4”
3/4”
7/16",1/2"
7/16",1/2"

3/47,13/16"
3/47,13/16”

11/16"
11/16”

9/16”,5/8",11/16"
9/16”,5/8",11/16"

11/16",1-1/8"
11/16",1-1/8"

3/47,13/16",7/8"
3/47,13/16",7/8"

A7
Pitch
(TPI)

24
24
32
32
24
24
28
28
32
32
20
20
28
28
18
18
24
24
16
16
24
24
14
14
20
20
28
28
13
13
20
20
12
12
18
18
24
24
1
1
18
18
10
10
16
16
20
20

14

12

LtA
2T

Flutes
z

I i S T T T T S S S S e e e e e I i T S S S S e T T T T T T S S e e e e N N e I i i i i T e

e
Teeth
7t

12
12
16
10
14
12
16
14
19
10
13
14
18
M
15
15
19
12
15
18
23
12
16
17
22
24
31
13
17
20
25
13
17
20
26
27
34
14
18
22
29
15
19
24
30
30
38
16
24
16
24

e
Diameter
D

3.58
3.58
3.8
3.8
4.15
4.15
4.3
4.3
4.4
4.4
4.88
4.88
5.15
5.15
6.15
6.15
6.68
6.68
7.65
7.65
8.2
8.2

9.6
9.6
9.9
9.9
10.35
10.35
111
1.1
11.8
11.8
12.5
12.5
12.9
12.9
13.1
13.1
141
14.1
15.9
15.9
16
16
16
16
16
16
16
16

LAt Zo|
Thread
Length

LY

L1

H 03
THEHTS

9.9
13.1
9.9
13
1
15.2
1.2
14.9
11.4
15.4
13.2
17
131
16.7
16
21.7
16.3
20.5
19.6
24.4
19.5
24.7
22.4
29.7
22.1
28.4
22.1
28.5
26.1
33.9
25.9
32.2
28.3
36.7
28.7
37.2
29
36.4
331
42.4
31.6
41.4
39
49.1
38.7
48.2
38.6
48.7
46.1
44.2
51.9
51.5

o9l Unit: mm
A3 43

E)evr?g;?lu Shank Dia
L d

(With coolant)
45 4
45 4
45 4
50 4
60 6
60 6
60 6
60 6
60 6
60 6
60 6
60 6
60 6
60 6
65 8
75 8
65 8
75 8
65 8
75 8
80 10
80 10
75 10
80 10
75 10
80 10
75 10
80 10
80 12
90 12
80 12
90 12
80 12
90 12
95 14
100 14
95 14
100 14
95 14
105 14
95 16
105 16
100 16
110 16
105 16
115 16
105 16
115 16
110 16
110 16
120 16
120 16



4 Flutes Helix Nick Type Thread Mills for Multi Purpose
|
45 8 YA LT EfY #EY

HRc 620|5t2| gx{2|Z, Z2|5I=Z, &2, ©@ad, 3 7t
=2 AM L2t I E =2 050| THsELICH

Z|CH LEAFZHS 20| : 2xD, 2.5xD, 3xD (LIAI7HE 21)

Ol A2 LIAZHE S 9I5 2|2 2| B EfY S {83

2| 3Y LAt 7+30] 7hs it

QELIAL L 2ILPAL 24J0| R E THSEILICH

0Kl

o R
T I e O

L2

I h5

e ' Thread Mills for Hardened steels(HRc ~62),
JD'QHI'E::“'\/ : 04 Pre-hardened steels, Alloy steels, Carbon steels, Cast irons
ot v High spindle speed and feed per tooth are available.

ap U

w a L e Maximum drilling depth : 2xD, 2.5xD, 3xD(threading diameter)
/ as }_jf; o Rib type helical design is applied for deep threading.
L6 o @ imw
60°
w | TisIN-s 1 5° : R cUTTING D <
. Coatil Helix Angle Rotation DATA Sias 18P
98P

It can be used for heli coil threading.
ISO 2452

Both right and left threading are available.

Cke| Unit: mm
98 F98 (Without coolant)
4ANKTM 022 060 S06 M3 M3 0.5 4 2.2 6 = 60 6
4ANKTM 022 080 S06 M3 M3 0.5 4 2.2 8 - 60 6
4NKTM 024 090 S04 M3 M3 0.5 4 2.4 5.47 9 45 4
4NKTM 029 084 S06 M4 M4 0.7 4 2.9 8.4 - 60 6
4ANKTM 029 112 S06 M4 M4 0.7 4 2.9 11.2 = 60 6
4NKTM 0315 120 S04 M4 M4 0.7 4 3.15 7.64 12 45 4
4NKTM 038 112 S06 M5 M5 0.8 4 3.8 11.2 = 60 6
4NKTM 038 128 S06 M5 M5 0.8 4 3.8 12.8 - 60 6
4NKTM 039 150 S04 M5 M5 0.8 4 3.9 8.73 15 50 4
4NKTM 045 120 S06 M6 M6 1 4 4.5 12 - 60 6
4ANKTM 045 160 S06 M6 M6 1 4 4.5 16 = 60 6
4NKTM 048 180 S06 M6 M6 1 4 4.8 10.9 18 60 6
4NKTM 060 175 S06 M8 M8 1.25 4 6 17.5 = 65 6
4NKTM 060 200 S06 M8 M8 1.25 4 6 20 - 65 6
4NKTM 065 240 S08 M8 M8 1.25 4 6.5 13.62 24 65 8
4NKTM 075 210 SO8 M10 M10 1.5 4 7.5 21 - 75 8
4ANKTM 075 270 SO8 M10 M10 1.5 4 7.5 27 = 75 8
4NKTM 082 300S10 M10 M10 1.5 4 8.2 16.34 30 75 10
4ANKTM 095 245 S10 M12 M12 1.75 4 9.5 24.5 = 80 10
4ANKTM 095 315S10 M12 M12 1.75 4 9.5 31.5 - 80 10
4ANKTM 099 360 S10 M12 M12 1.75 4 9.9 19.06 36 85 10
4NKTM 100 280 S10 M14 M14 2 4 10 28 - 85 10
4ANKTM 100 360 S10 M14 M14 2 4 10 36 = 90 10
4ANKTM 116 420S12 M14 M14 2 4 11.6 21.75 42 90 12
4NKTM 120320 S12 M16 M16 2 4 12 32 = 95 12
4NKTM 120400 S12 M16 M16 2 4 12 40 - 100 12
4ANKTM 136480 S14 M16 M16 2 4 13.6 25.75 48 100 14
4NKTM 140400 S14 M18 M18 2.5 4 14 40 - 95 14
4NKTM 140450 S14 M18 M18 2.5 4 14 45 = 105 14
4NKTM 160 400 S16 M20 M20 2.5 4 16 40 - 105 16
4NKTM 160 500 S16 M20 M20 2.5 4 16 50 = 115 16
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M KTM 4 Flutes Helix Nick Type Thread Mills for Multi Purpose
4’ ' o 5, N
—ONT N OO 4g HE EE A LS BRI AEEY

ISO é’élsol'% 2l Unit: mm

& F88 (With coolant)

4NKTM 045 120 S06 M6C M6 1 4 4.5 12 - 60 6
4NKTM 045 160 S06 M6C M6 1 4 4.5 16 - 60 6
4NKTM 048 180 S06 M6C M6 1 4 4.8 10.9 18 60 6
4NKTM 060 175 S06 M8C M8 1.25 4 6 17.5 - 65 6
4NKTM 060 200 S06 M8C M8 1.25 4 6 20 - 65 6
4NKTM 065 240 S08 M8C M8 1.25 4 6.5 13.62 24 65 8
4NKTM 075 210 S08 M10C M10 1.5 4 7.5 21 - 75 8
4NKTM 075 270 S08 M10C M10 1.5 4 7.5 27 - 75 8
4NKTM 082 300 S10 M10C M10 1.5 4 8.2 16.34 30 75 10
4NKTM 095 245 S10 M12C M12 1.75 4 9.5 24.5 - 80 10
4NKTM 095 315S10 M12C M12 1.75 4 9.5 31.5 - 80 10
4NKTM 099 360 S10 M12C M12 1.75 4 9.9 19.06 36 85 10
4NKTM 100 280 S10 M14C M14 2 4 10 28 - 85 10
4NKTM 100 360 S10 M14C M14 2 4 10 36 - 90 10
4NKTM 116 420 S12 M14C M14 2 4 11.6 21.75 42 90 12
4NKTM 120 320 S12 M16C M16 2 4 12 32 - 95 12
4NKTM 120 400 S12 M16C M16 2 4 12 40 - 100 12
4NKTM 136 480 S14 M16C M16 2 4 13.6 25.75 48 100 14
4NKTM 140 400 S14 M18C M18 2.5 4 14 40 - 95 14
4NKTM 140 450 S14 M18C M18 2.5 4 14 45 - 105 14
4NKTM 160 400 S16 M20C M20 2.5 4 16 40 - 105 16
4NKTM 160 500 S16 M20C M20 2.5 4 16 50 - 115 16
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95 F93 (Without coolant)

/-_i _\ i "I/_T N
L e ' =
CUINTIN TN ag wg geA U7 Bl paey
American UN
LA 7S 7 mAFd A4 gF uamZo|
Order Number Ui Pitch Teeth  Diameter Igﬁg?ﬁ
UNC UNF UNEF (TPY) 7 D L1

NEw 4NKTM 0165 045 S06 No.2 No.3 56 5 1.65 4.5
NEw 4NKTM 0165 054 S06 No.2 No.3 56 6 1.65 5.4
NEw 4NKTM 0165 066 S06 No.2 No.3 56 4 1.65 3.2
NEw 4NKTM 019 053 S06 No.3 No.4 48 5 1.9 5.3
NEw 4NKTM 019 063 S06 No.3 No.4 48 6 1.9 6.3
NEw 4NKTM 019 075 S06 No.3 No.4 48 4 1.9 3.7
NEw 4NKTM 021 063 S06 No.4, No.5 No.6 40 5 2.1 6.3
NEw 4NKTM 021 076 S06 No.4, No.5 No.6 40 6 2.1 7.6
NEw 4NKTM 021 085 S06 No.4, No.5 No.6 40 4 2.1 4.4
NEw 4NKTM 0244 063 S06 No.5 No.6 40 5 2.44 6.3
NEw 4NKTM 0244 076 S06 No.5 No.6 40 6 2.44 7.6
NEw 4NKTM 0244 095 S06 No.5 No.6 40 4 2.44 4.4
NEw 4NKTM 0255 079 S06 No.6, No.8 No.10 No.12 32 5 2.55 7.9
NEw 4NKTM 0255 095 S06 No.6, No.8 No.10 No.12 32 6 2.55 9.5
NEw 4NKTM 0255 105 S06 No.6, No.8 No.10 No.12 32 4 2.55 5.6
NEw 4NKTM 0321 095 S06 No.8 No.10 No.12, 1/4" 32 6 3.21 9.5
NEw 4NKTM 0321 111 S06 No.8 No.10 No.12,1/4" 32 7 3.21 11.1
NEw 4NKTM 0321 125 S06 No.8 No.10 No.12,1/4" 32 4 3.21 5.6
New 4NKTM 033 084 S06 No.8 36 6 33 8.4
NEw 4NKTM 033 113 S06 No.8 36 8 3.3 11.3
NEw 4NKTM 033 125 S06 No.8 36 5 33 6.3
NEw 4NKTM 0359 106 S06 No.10,No.12 | 5/16” 24 5 3.59 10.6
NEw 4NKTM 0359 127 S06 No.10,No.12  5/16" 24 6 359 127
NEw 4NKTM 0359 145 S06 No.10,No.12  5/16” 24 4 3.59 7.4
NEw 4NKTM 038 095 S06 No.10 No.12,1/4”,5/16" = 32 6 3.8 9.5
NEw 4NKTM 038 127 S06 No.10 No.12,1/4”,5/16" = 32 8 3.8 12.7
NEw 4NKTM 038 145 S06 No.10 No.12,1/4”,5/16" = 32 5 3.8 7
NEw 4NKTM 0425 106 S06 No.12 5/16",3/8" 24 5 425  10.6
NEw 4NKTM 0425 148 S06 No.12 5/16”,3/8" 24 7 425 | 148
NEw 4NKTM 0425 165 S06 No.12 5/16”,3/8" 24 4 4.25 7.4
NEw 4NKTM 048 127 S06 1/4" 7/167,1/2" 20 5 4.8 12.7
NEw 4NKTM 048 178 S06 1/4” 7/16”,1/2" 20 7 4.8 17.8
NEw 4NKTM 048 190 S06 1/4” 7/16”,1/2" 20 4 4.8 8.9
new 4NKTM 052 127 S06 1/4" 7/16",1/2" 28 7 5.2 12.7
NEw 4NKTM 052 163 S06 1/4" 7/167,1/2" 28 9 5.2 16.3
NEw 4NKTM 052 190 S06 1/4” 7/16",1/2" 28 6 5.2 9.8
NEw 4NKTM 062 169 S0O8 5/16” 9/16”,5/8" 18 6 6.2 16.9
new 4NKTM 062 226 S08 5/16" 9/16”,5/8" 18 8 6.2 22.6
NEw 4NKTM 062 240 S08 5/16" 9/16”,5/8" 18 5 6.2 12.7
NEw 4NKTM 066 169 S08 5/16",3/8" 9/16”,5/8” 24 8 6.6 16.9
NEw 4NKTM 066 211 SO8 5/16”,3/8" | 9/16",5/8" 24 10 6.6 21.1
new 4NKTM 066 240 SO8 5/167,3/8”  9/16",5/8" 24 6 6.6 11.5
NEw 4NKTM 069 190 S08 3/8" 3/4" 16 6 6.9 19
NEw 4NKTM 069 254 S08 3/8” 3/4” 16 8 6.9 25.4
nEw 4NKTM 069 286 S08 3/8” 3/4" 16 5 6.9 14
New 4NKTM 085 218 S10 7/16" 7/8" 14 6 8.5 21.8
NEw 4NKTM 085 290 S10 7/16” 7/8" 14 8 8.5 29
NEw 4NKTM 085 334 510 7/16” 7/8" 14 5 8.5 16.3
NEw 4NKTM 092 273 512 1/2" 13 7 9.2 27.3
new 4NKTM 092 380 S12 1/2 13 6 9.2 21.5
NEw 4NKTM 108 296 S12 9/16" 17,1-1/8" 12 7 10.8 | 29.6
NEw 4NKTM 108 427 S12 9/16” 17,1-1/8" 12 6 10.8 = 22.9
NEw 4NKTM 114 323512 5/8" 11 7 11.4 323
NEw 4NKTM 114 476 S12 5/8" 11 6 11.4 | 254

o9l Unit: mm

#a% A N3
Effective  Overall

Length  Length Shank Dia

L2 L d

- 50
- 50
6.6 50
- 50
- 50
7.5 50
- 50
- 50
8.5 50
- 50
- 50
9.5 50
- 50
- 50
10.5 50
- 50
- 50
12.5 50
- 50
- 50
12.5 50
- 50
- 50
14.5 50
- 50
- 50
14.5 50
- 60
- 60
16.5 60
- 65
- 65
19 65
- 65
- 65
19 65
- 80
- 80
24 80
- 80
- 80
24 80
- 80
- 80
28.6 80 8
- 85 10
- 85 10
33.4 85 10
- 100 12
38 100 12
- 100 12
42.7 100 12
- 100 12
47.6 100 12

()]

[eeleciioelNociiec oo lo O N NN N N NN NN NN No N NN No e No Ne e e o Ne e e e e e o) e o) le) o) o))

www.jjtools.co.kr

59



4 Flutes Helix Nick Type Thread Mills for Multi Purpose
= U
4 8 HaA L3 Epe A EY

American UN

KTM

42| Unit: mm
L& 298 (With coolant)
NEw 4NKTM 0359 106 S0O6C | No.10,No.12 | 5/16” 24 5 3.59 10.6 = 50 6
NEw 4NKTM 0359 127 S06C | No.10,No.12 | 5/16” 24 6 3.59 12.7 - 50 6
NEw 4NKTM 0359 145S06C | No.10,No.12 | 5/16” 24 4 3.59 7.4 14.5 50 6
NEw 4NKTM 038 095 S06C No.10 No.12,1/4”,5/16" 32 6 3.8 9.5 - 50 6
NEw 4NKTM 038 127 S06C No.10 No.12,1/4”,5/16" 32 8 3.8 12.7 = 50 6
NEw 4NKTM 038 145 S06C No.10 No.12,1/4",5/16" 32 5 3.8 7 14.5 50 6
NEw 4NKTM 0425 106 SO6C | No.12 5/16",3/8" 24 5 4.25 10.6 = 60 6
NEw 4NKTM 0425 148 S06C | No.12 5/16",3/8" 24 7 4.25 14.8 - 60 6
NEw 4NKTM 0425 165 S06C | No.12 5/16",3/8”" 24 4 4.25 7.4 16.5 60 6
NEw 4NKTM 048 127 S06C 1/4" 7/167,1/2" 20 5 4.8 12.7 - 65 6
NEw 4NKTM 048 178 S06C 1/4" 7/16",1/2" 20 7 4.8 17.8 = 65 6
NEw 4NKTM 048 190 S06C 1/4" 7/16"7,1/2" 20 4 4.8 8.9 19 65 6
NEw 4NKTM 052 127 S06C 1/4" 7/16"7,1/2" 28 7 5.2 12.7 = 65 6
NEw 4NKTM 052 163 S06C 1/4" 7/16",1/2" 28 9 5.2 16.3 - 65 6
NEw 4NKTM 052 190 S06C 1/4" 7/16"7,1/2" 28 6 5.2 9.8 19 65 6
NEw 4NKTM 062 169S08C | 5/16” 9/16",5/8" 18 6 6.2 16.9 - 80 8
NEw 4NKTM 062226 S08C | 5/16” 9/16”,5/8”" 18 8 6.2 22.6 = 80 8
NEw 4NKTM 062240S08C | 5/16” 9/16",5/8” 18 5 6.2 12.7 24 80 8
NEw 4NKTM 066 169 S08C 5/16",3/8" 9/16”,5/8”" 24 8 6.6 16.9 = 80 8
NEw 4NKTM 066 211 SO8C 5/16",3/8" 9/16",5/8" 24 10 6.6 21.1 - 80 8
NEw 4NKTM 066 240 S08C 5/16",3/8" 9/16",5/8" 24 6 6.6 11.5 24 80 8
New 4NKTM 069 190S08C | 3/8” 3/4" 16 6 6.9 19 - 80 8
New 4NKTM 069 254 S08C | 3/8” 3/4" 16 8 6.9 25.4 = 80 8
NEw 4NKTM 069 286 S08C | 3/8” 3/4” 16 5 6.9 14 28.6 80 8
NEw 4NKTM 085218S10C | 7/16” 7/8" 14 6 8.5 21.8 = 85 10
New 4NKTM 085290S10C | 7/16” 7/8" 14 8 8.5 29 - 85 10
NEw 4NKTM 085334S10C | 7/16” 7/8" 14 5 8.5 16.3 33.4 85 10
NEw 4NKTM 092 273 S12C 1/2" 13 7 9.2 27.3 - 100 12
NEw 4NKTM 092 380 S12C 1/2" 13 6 9.2 21.5 38 100 12
NEw 4NKTM 108296S12C | 9/16” 17,1-1/8" 12 7 10.8 29.6 - 100 12
NEw 4NKTM 108427 S12C | 9/16” 17,1-1/8" 12 6 10.8 22.9 42.7 100 12
NEw 4NKTM 114323S12C | 5/8” 1 7 1.4 32.3 - 100 12
New 4NKTM 114476S12C | 5/8” 1 6 11.4 25.4 47.6 100 12
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4 Flutes Helix Nick Type Thread Mills for Aluminum
= U
41 Y20/ HE YEYA L|3 EIY MY

(o]

k

20j5, ¢20/E

HIZ HIZ£ 7S
E2 WM SO 0|£0| 7ksEHCt,
Z|CH LIARZHS 7ol : 2xD 2.5xD, 3xD (LI 1)

O Z2 LSS 2I3t 212 2|E Bt S HE[IRAEUCE
H2| 2Y LA 7480] ZHs UL

QELIAL ! 2ILPA} 210] 25 7RSS

sk =
x:n:lo
=20
=

f
N MU

L2

~—u —»\ h5

. « Thread Mills for Aluminum, Aluminum alloys, Non-ferrous,
@ J;-l!igzr‘" = @  and Non-metallic materials

High spindle speed and feed per tooth are available.

Maximum drilling depth : 2xD, 2.5xD, 3xD(threading diameter)

Rib type helical design is applied for deep threading.

It can be used for heli coil threading.

Both right and left threading are available.

h5

2
@
r%*# |
%j

1ap U
60°
o CUTTING <]
EsEEENE

ISO zzll °I'E £kl Unit: mm

9L 288 (Without coolant)
4ANKTMA 022 060 S06 M3 M3 0.5 4 2.2 6 - 60 6
4ANKTMA 022 080 S06 M3 M3 0.5 4 2.2 8 - 60 6
4NKTMA 024 090 S04 M3 M3 0.5 4 2.4 5.47 9 45 4
4NKTMA 029 084 S06 M4 M4 0.7 4 2.9 8.4 - 60 6
4ANKTMA 029 112 S06 M4 M4 0.7 4 2.9 11.2 - 60 6
4NKTMA 0315 120 S04 M4 M4 0.7 4 3.15 7.64 12 45 4
4NKTMA 038 112 S06 M5 M5 0.8 4 3.8 1.2 - 60 6
4ANKTMA 038 128 S06 M5 M5 0.8 4 3.8 12.8 - 60 6
4NKTMA 039 150 S04 M5 M5 0.8 4 3.9 8.73 15 50 4
4NKTMA 045 120 S06 M6 M6 1 4 4.5 12 - 60 6
4ANKTMA 045 160 S06 M6 M6 1 4 4.5 16 - 60 6
4NKTMA 048 180 S06 M6 M6 1 4 4.8 10.9 18 60 6
4NKTMA 060 175 S06 M8 M8 1.25 4 6 17.5 - 65 6
4ANKTMA 060 200 S06 M8 M8 1.25 4 6 20 - 65 6
4ANKTMA 065 240 S08 M8 M8 1.25 4 6.5 13.62 24 65 8
4NKTMA 075 210 S08 M10 M10 1.5 4 7.5 21 - 75 8
4ANKTMA 075 270 S08 M10 M10 1.5 4 7.5 27 - 75 8
4NKTMA 082 300 S10 M10 M10 1.5 4 8.2 16.34 30 75 10
4NKTMA 095 245 S10 M12 M12 1.75 4 9.5 24.5 - 80 10
4NKTMA 095 315 S10 M12 M12 1.75 4 9.5 31.5 - 80 10
4NKTMA 099 360 S10 M12 M12 1.75 4 9.9 19.06 36 85 10
4NKTMA 100 280 S10 M14 M14 2 4 10 28 - 85 10
4NKTMA 100 360 S10 M14 M14 2 4 10 36 - 90 10
4ANKTMA 116420 S12 M14 M14 2 4 11.6 21.75 42 90 12
4NKTMA 120 320 S12 M16 M16 2 4 12 32 - 95 12
4NKTMA 120400 S12 M16 M16 2 4 12 40 - 100 12
4ANKTMA 136 480 S14 M16 M16 2 4 13.6 25.75 48 100 14
4NKTMA 140400 S14 M18 M18 2.5 4 14 40 - 95 14
4NKTMA 140 450 S14 M18 M18 2.5 4 14 45 - 105 14
4ANKTMA 160 400 S16 M20 M20 2.5 4 16 40 - 105 16
4NKTMA 160 500 S16 M20 M20 2.5 4 16 50 - 115 16
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GNKTMA

33=
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JI)II

4 Flutes Helix Nick Type Thread Mills for Aluminum

45 Y205

2L gl A

B 1Yo 259~

TEETEE T

2l Unit: mm

L& 288 (With coolant)
4ANKTMA 045 120 S06 M6C M6 1 4 4.5 12 = 60 6
ANKTMA 045 160 S06 M6C M6 1 4 4.5 16 - 60 6
4NKTMA 048 180 S06 M6C M6 1 4 4.8 10.9 18 60 6
4ANKTMA 060 175 S06 M8C M8 1.25 4 6 17.5 - 65 6
4ANKTMA 060 200 S06 M8C M8 1.25 4 6 20 = 65 6
4NKTMA 065 240 S08 M8C M8 1.25 4 6.5 13.62 24 65 8
4ANKTMA 075 210 S08 M10C M10 1.5 4 7.5 21 - 75 8
4ANKTMA 075 270 S08 M10C M10 1.5 4 7.5 27 - 75 8
4NKTMA 082 300 S10 M10C M10 1.5 4 8.2 16.34 30 75 10
4ANKTMA 095 245 S10 M12C M12 1.75 4 9.5 24.5 - 80 10
4ANKTMA 095 315 S10 M12C M12 1.75 4 9.5 31.5 = 80 10
ANKTMA 099 360 S10 M12C M12 1.75 4 9.9 19.06 36 85 10
4NKTMA 100 280 S10 M14C M14 2 4 10 28 = 85 10
4ANKTMA 100 360 S10 M14C M14 2 4 10 36 - 90 10
4ANKTMA 116 420 S12 M14C M14 2 4 11.6 21.75 42 90 12
4ANKTMA 120 320 S12 M16C M16 2 4 12 32 - 95 12
4ANKTMA 120400 S12 M16C M16 2 4 12 40 = 100 12
ANKTMA 136 480 S14 M16C M16 2 4 13.6 25.75 48 100 14
4NKTMA 140400 S14 M18C M18 2.5 4 14 40 = 95 14
4NKTMA 140450 S14 M18C M18 2.5 4 14 45 - 105 14
4ANKTMA 160 400 S16 M20C M20 2.5 4 16 40 = 105 16
4ANKTMA 160 500 S16 M20C M20 2.5 4 16 50 - 115 16
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American UN

Order Number

NEw 4NKTMA 0165 045 S06
NEw 4NKTMA 0165 054 S06
NEw 4NKTMA 0165 066 S06
New 4NKTMA 019 053 S06
NEw 4NKTMA 019 063 S06
New 4NKTMA 019 075 S06
New 4NKTMA 021 063 S06
New 4NKTMA 021 076 S06
NEw 4NKTMA 021 085 S06
New 4NKTMA 0244 063 S06
NEw 4NKTMA 0244 076 S06
NEw 4NKTMA 0244 095 S06
NEw 4NKTMA 0255 079 S06
New 4NKTMA 0255 095 S06
New 4NKTMA 0255 105 S06
NEw 4NKTMA 0321 095 S06
NEw 4NKTMA 0321 111 S06
New 4NKTMA 0321 125 S06
New 4NKTMA 033 084 S06
NEw 4NKTMA 033 113 S06
NEw 4NKTMA 033 125 S06
NEw 4NKTMA 0359 106 S06
New 4NKTMA 0359 127 S06
NEw 4NKTMA 0359 145 S06
NEw 4NKTMA 038 095 S06
New 4NKTMA 038 127 S06
New 4NKTMA 038 145 S06
NEw 4NKTMA 0425 106 S06
NEw 4NKTMA 0425 148 S06
NEw 4NKTMA 0425 165 S06
NEw 4NKTMA 048 127 S06
NEw 4NKTMA 048 178 S06
New 4NKTMA 048 190 S06
New 4NKTMA 052 127 S06
NEw 4NKTMA 052 163 S06
NEw 4NKTMA 052 190 S06
NEw 4NKTMA 062 169 S08
NEw 4NKTMA 062 226 S08
New 4NKTMA 062 240 S08
NEw 4NKTMA 066 169 S08
NEw 4NKTMA 066 211 S08
New 4NKTMA 066 240 S08
NEw 4NKTMA 069 190 S08
New 4NKTMA 069 254 S08
NEw 4NKTMA 069 286 S08
NEw 4NKTMA 085218 S10
New 4NKTMA 085290 S10
NEw 4NKTMA 085 334510
NEw 4NKTMA 092 273 S12
NEw 4NKTMA 092 380 512
NEw 4NKTMA 108 296 S12
NEw 4NKTMA 108 427 S12
NEw 4NKTMA 114 323512
NEw 4NKTMA 114476512

Ao ] P,

| H,S- __f ft, Vi

UNC

No.2
No.2
No.2
No.3
No.3
No.3
No.4, No.5
No.4, No.5
No.4, No.5
No.5
No.5
No.5
No.6, No.8
No.6, No.8
No.6, No.8
No.8
No.8
No.8

No.10, No.12
No.10, No.12
No.10, No.12

No.12
No.12
No.12
1/4”
1/4”
1/4"

5/16"
5/16"
5/16"

3/8”
3/8"
3/8"
7/16"
7/16"
7/16"
1/2"
1/2"
9/16"
9/16”
5/8"
5/8”

LiA 7S 714

Thread
UNF

No.3
No.3
No.3
No.4
No.4
No.4
No.6
No.6
No.6
No.6
No.6
No.6
No.10
No.10
No.10
No.10
No.10
No.10
No.8
No.8
No.8
5/16"
5/16"
5/16"
No.10
No.10
No.10

5/16",3/8"
5/16", 3/8"
5/16", 3/8"
7/16",1/2"
7/16",1/2"
7/16",1/2"

1/4"
1/4"
1/4"

9/16",5/8"
9/16”,5/8"
9/16",5/8"
5/16", 3/8"
5/16",3/8"
5/16", 3/8"

3/4"
3/4"
3/4"
7/8"
7/8"
7/8"

17,1-1/8"
17,1-1/8"

UNEF

No.12
No.12
No.12
No.12,1/4"
No.12, 1/4"
No.12, 1/4”

No.12,1/4",5/16"
No.12,1/4",5/16"
No.12,1/4",5/16"

7/16",1/2"
7/16",1/2"
7/16"7,1/2"

9/16”,5/8"
9/16",5/8"
9/16",5/8"

Pitch

(TPI)

56
56
56
48
48
48
40
40
40
40
40
40
32
32
32
32
32
32
36
36
36
24
24
24
32
32
32
24
24
24
20
20
20
28
28
28
18
18
18
24
24
24
16
16
16
14
14
14
13
13
12
12
"
11

oz A
Teeth

Zt

OUTOOOOO O NUuMJUuuooOP~AOOUMTUITOO MNP OoOUPMPOUPMOULA~AOD UL O O

(@]

N OO U100 O U1 OO O

=3

Diameter

D

e e o)
Ul U1 1

DY =" il
— oo

2.1
2.44
2.44
2.44
2.55
2.55
2.55
3.21
3.21
3.21

3.3

3.3

3.3
3.59
3.59
3.59

3.8

3.8

3.8
4.25
4.25
4.25

4.8

4.8

4.8

5.2

5.2

5.2

6.2

6.2

6.2

6.6

6.6

6.6

6.9

6.9

6.9

8.5

8.5

8.5

9.2

9.2
10.8
10.8
1.4
1.4

LA Z0]
Thread

Length
L1

95 F93 (Without coolant)

16.3
27.3
21.5
29.6
22.9
32.3
25.4

ZA L|3 Ef) AHEY

w53

Effective

Length
L2

28.6

33.4
38
42.7

47.6

o9l Unit: mm

M3

HF

Overall :
Length Shank Dia

L

50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
60
60
60
65
65
65
65
65
65
80
80
80
80
80
80
80
80
80
85
85
85
100
100
100
100
100
100

d
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? M 4 Flutes Helix Nick Type Thread Mills for Aluminum
, U
| Al 4L-l- OI-Eul _g oElI_' [_Ii EI.OI ME’I: ajl

American UN B8] Unit: mm
LiE 223 (With coolant)
NEw ANKTMA 0359 106 SO6C | No.10, No.12 = 5/16” 24 5 359 | 106 - 50 6
NEw 4NKTMA 0359 127 SO6C | No.10, No.12 = 5/16” 24 6 359 127 - 50 6
NEw 4NKTMA 0359 145 S06C | No.10, No.12 | 5/16” 24 4 3.59 7.4 14.5 50 6
NEw 4NKTMA 038 095 S06C No.10 No.12,1/4”,5/16" = 32 6 3.8 9.5 - 50 6
NEw ANKTMA 038 127 S06C No.10 No.12,1/4”,5/16" 32 8 3.8 12.7 - 50 6
NEw 4NKTMA 038 145 S06C No.10 No.12,1/4”,5/16" 32 5 3.8 7 14.5 50 6
NEw 4NKTMA 0425 106 SO6C | No.12 5/16",3/8" 24 5 425  10.6 = 60 6
NEw ANKTMA 0425 148 S06C | No.12 5/16",3/8” 24 7 425 | 148 - 60 6
NEw 4ANKTMA 0425 165 S06C | No.12 5/16",3/8" 24 4 4.25 7.4 16.5 60 6
NEw 4NKTMA 048 127 S06C | 1/4” 7/167,1/2" 20 5 4.8 12.7 - 65 6
NEw 4NKTMA 048 178 S06C | 1/4” 7/16”,1/2" 20 7 4.8 17.8 = 65 6
NEw 4NKTMA 048 190 S06C | 1/4” 7/16",1/2" 20 4 4.8 8.9 19 65 6
NEw 4ANKTMA 052 127 S06C 1/4 7/16",1/2" 28 7 5.2 12.7 = 65 6
NEw 4NKTMA 052 163 S06C 1/4" 7/16",1/2" 28 9 52 16.3 - 65 6
NEw 4NKTMA 052 190 S06C 1/4” 7/167,1/2" 28 6 52 9.8 19 65 6
NEw ANKTMA 062 169 S08C | 5/16” 9/16",5/8" 18 6 6.2 16.9 - 75 8
NEw ANKTMA 062 226 S08C | 5/16” 9/16",5/8" 18 8 6.2 22.6 = 75 8
NEw 4NKTMA 062 240S08C | 5/16” 9/16”,5/8” 18 5 6.2 12.7 24 75 8
NEw 4NKTMA 066 169 SO8C 5/16",3/8" 9/16”,5/8" 24 8 6.6 16.9 = 75 8
NEw ANKTMA 066 211 S08C 5/16",3/8" 9/16”,5/8" 24 10 6.6 21.1 - 75 8
NEw 4NKTMA 066 240 S08C 5/16”, 3/8”" 9/16”,5/8”" 24 6 6.6 11.5 24 75 8
NEw 4NKTMA 069 190 S08C | 3/8” 3/4” 16 6 6.9 19 - 75 8
NEw ANKTMA 069 254 S08C | 3/8” 3/4" 16 8 6.9 25.4 - 75 8
NEw 4NKTMA 069 286 S08C | 3/8” 3/4" 16 5 6.9 14 28.6 75 8
NEw 4NKTMA 085218S10C | 7/16” 718" 14 6 8.5 21.8 = 75 10
NEw 4NKTMA 085290S10C | 7/16” 7/8" 14 8 8.5 29 - 75 10
NEw ANKTMA 085334S10C | 7/16” 7/8" 14 5 8.5 163 334 75 10
NEw ANKTMA 092273S12C | 1/2” 13 7 9.2 27.3 - 100 12
NEw 4NKTMA 092380S12C | 1/2” 13 6 9.2 21.5 38 100 12
NEw 4NKTMA 108296 S12C | 9/16” 17,1-1/8" 12 7 10.8 | 29.6 - 100 | 12
NEw ANKTMA 108427 S12C | 9/16” 17,1-1/8" 12 6 10.8 = 229 427 100 12
NEw ANKTMA 114 323512C | 5/8” 11 7 11.4  32.3 - 100 12
NEw 4NKTMA 114476S12C | 5/8” 11 6 11.4 25.4 47.6 100 12
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4 N KT M 4 Flutes Helix Nick Type Thread Mills for Stainless Steels
= LA LAY N AL 5 45 SUS 7138 HEA LT EpQ #Ey

« SUS, ElE}s &= 718

=2 HA 4ot U 52 0[50| 7k B

Z|T LEAIZES 0] : 2xD, 2.5xD, 3xD (LA HE 21)

O Z2 LSS 5 2|2 2|2 ElYU S A E5tEL Ch
2|3 YU LAt 7+80| 7Hs L L

QELIAL L 2ILEAL 20| B& THSTHL L

L2

Cou hs + Thread Mills for SUS, Titanium alloys
@ P E'A"!'hlr'ﬂ’ﬁﬁ gd + High spindle speed and feed per tooth are available.
Lﬂ!!El Py , * Maximumdrilling depth : 2xD, 2.5xD, 3xD(threading diameter)
‘ L + Rib type helical design is applied for deep threading.
f*_ H hs + It can be used for heli coil threading.
e @ e 4+ Bothrightand left threading are available.
AN 60° o 4K |
vap U=
60°
o CUTTING <
UEE0aE
ISO =1-| °I'E =9l Unit: mm
Q& 278 (Without coolant)

4NKTMS 022 060 S06 M3 M3 0.5 4 2.2 6 - 60 6
4NKTMS 022 080 S06 M3 M3 0.5 4 2.2 8 - 60 6
4NKTMS 024 090 S04 M3 M3 0.5 4 2.4 5.47 9 45 4
4NKTMS 029 084 S06 M4 M4 0.7 4 2.9 8.4 - 60 6
4NKTMS 029 112 S06 M4 M4 0.7 4 2.9 11.2 - 60 6
4NKTMS 0315 120 S04 M4 M4 0.7 4 3.15 7.64 12 45 4
4NKTMS 038 112 S06 M5 M5 0.8 4 3.8 11.2 - 60 6
4NKTMS 038 128 S06 M5 M5 0.8 4 3.8 12.8 - 60 6
4NKTMS 039 150 S04 M5 M5 0.8 4 3.9 8.73 15 50 4
4NKTMS 045 120 S06 M6 M6 1 4 4.5 12 - 60 6
4NKTMS 045 160 S06 M6 M6 1 4 4.5 16 - 60 6
4NKTMS 048 180 S06 M6 M6 1 4 4.8 10.9 18 60 6
4NKTMS 060 175 S06 M8 M8 1.25 4 6 17.5 - 65 6
4NKTMS 060 200 S06 M8 M8 1.25 4 6 20 - 65 6
4NKTMS 065 240 S08 M8 M8 1.25 4 6.5 13.62 24 65 8
4NKTMS 075210 SO8 M10 M10 1.5 4 7.5 21 - 75 8
4NKTMS 075 270 S08 M10 M10 1.5 4 7.5 27 - 75 8
4NKTMS 082 300 S10 M10 M10 1.5 4 8.2 16.34 30 75 10
4NKTMS 095 245 S10 M12 M12 1.75 4 9.5 24.5 - 80 10
4NKTMS 095 315S10 M12 M12 1.75 4 9.5 31.5 - 80 10
4NKTMS 099 360 S10 M12 M12 1.75 4 9.9 19.06 36 85 10
4NKTMS 100 280 S10 M14 M14 2 4 10 28 - 85 10
4NKTMS 100 360 S10 M14 M14 2 4 10 36 - 90 10
4NKTMS 116420 S12M14 M14 2 4 11.6 21.75 42 90 12
4NKTMS 120 320S12 M16 M16 2 4 12 32 - 95 12
4NKTMS 120400 S12 M16 M16 2 4 12 40 - 100 12
4NKTMS 136 480 S14 M16 M16 2 4 13.6 25.75 48 100 14
4NKTMS 140400 S14 M18 M18 2.5 4 14 40 - 95 14
4NKTMS 140 450 S14 M18 M18 2.5 4 14 45 - 105 14
4NKTMS 160 400 S16 M20 M20 2.5 4 16 40 - 105 16
4NKTMS 160 500 S16 M20 M20 2.5 4 16 50 - 115 16
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33=

ISO

JI)II

INKTMS

4 Flutes Helix Nick Type Thread Mills for Stainless Steels

45 SUS7t5-&

2| A

="1—

LI gy sy

2l Unit: mm

L& Z98 (With coolant)
ANKTMS 045 120 S06 M6C M6 1 4 4.5 12 - 60 6
ANKTMS 045 160 S06 M6C M6 1 4 4.5 16 - 60 6
4NKTMS 048 180 S06 M6C M6 1 4 4.8 10.9 18 60 6
ANKTMS 060 175 S06 M8C M8 1.25 4 6 17.5 - 65 6
4NKTMS 060 200 S06 M8C M8 1.25 4 6 20 - 65 6
ANKTMS 065 240 S08 M8C M8 1.25 4 6.5 13.62 24 65 8
4NKTMS 075 210 S08 M10C M10 1.5 4 7.5 21 - 75 8
ANKTMS 075 270 SO8 M10C M10 1.5 4 7.5 27 - 75 8
4NKTMS 082 300 S10 M10C M10 1.5 4 8.2 16.34 30 75 10
ANKTMS 095 245 S10 M12C M12 1.75 4 9.5 24.5 - 80 10
4NKTMS 095 315 S10 M12C M12 1.75 4 9.5 31.5 - 80 10
ANKTMS 099 360 S10 M12C M12 1.75 4 9.9 19.06 36 85 10
4NKTMS 100 280 S10 M14C M14 2 4 10 28 - 85 10
ANKTMS 100 360 S10 M14C M14 2 4 10 36 - 90 10
4ANKTMS 116 420 S12 M14C M14 2 4 11.6 21.75 42 90 12
ANKTMS 120 320 S12 M16C M16 2 4 12 32 - 95 12
4NKTMS 120 400 S12 M16C M16 2 4 12 40 - 100 12
ANKTMS 136 480 S14 M16C M16 2 4 13.6 25.75 48 100 14
4NKTMS 140 400 S14 M18C M18 2.5 4 14 40 = 95 14
ANKTMS 140 450 S14 M18C M18 2.5 4 14 45 - 105 14
ANKTMS 160 400 S16 M20C M20 2.5 4 16 40 - 105 16
ANKTMS 160 500 S16 M20C M20 2.5 4 16 50 - 115 16

66 | < udToos



al

American UN

-._________!

2\ 4

Order Number

NEw 4NKTMS 0165 045 S06
NEw 4NKTMS 0165 054 S06
NEw 4NKTMS 0165 066 S06
NEw 4NKTMS 019 053 S06
NEw 4NKTMS 019 063 S06
New 4NKTMS 019 075 S06
NEw 4NKTMS 021 063 S06
New 4NKTMS 021 076 S06
NEw 4NKTMS 021 085 S06
NEw 4NKTMS 0244 063 S06
NEw 4NKTMS 0244 076 S06
NEw 4NKTMS 0244 095 S06
NEw 4NKTMS 0255 079 S06
NEw 4NKTMS 0255 095 S06
NEw 4NKTMS 0255 105 S06
NEw 4NKTMS 0321 095 S06
NEw 4NKTMS 0321 111 S06
NEw 4NKTMS 0321 125 S06
NEw 4NKTMS 033 084 S06
NEw 4NKTMS 033 113 S06
NEw 4NKTMS 033 125 S06
New 4NKTMS 0359 106 S06
New 4NKTMS 0359 127 S06
NEw 4NKTMS 0359 145 S06
NEw 4NKTMS 038 095 S06
NEw 4NKTMS 038 127 S06
NEw 4NKTMS 038 145 S06
NEw 4NKTMS 0425 106 S06
NEw 4NKTMS 0425 148 S06
NEw 4NKTMS 0425 165 S06
NEw 4NKTMS 048 127 S06
New 4NKTMS 048 178 S06
NEw 4NKTMS 048 190 S06
NEw 4NKTMS 052 127 S06
NEw 4NKTMS 052 163 S06
NEw 4NKTMS 052 190 S06
NEw 4NKTMS 062 169 S08
NEw 4NKTMS 062 226 S08
NEw 4NKTMS 062 240 S08
NEw 4NKTMS 066 169 S08
NEw 4NKTMS 066 211 S08
NEw 4NKTMS 066 240 S08
NEw 4NKTMS 069 190 S08
NEw 4NKTMS 069 254 S08
NEw 4NKTMS 069 286 S08
NEw 4NKTMS 085218 S10
NEw 4NKTMS 085290 S10
NEw 4NKTMS 085 334S10
NEw 4NKTMS 092 273 S12
NEw 4NKTMS 092 380 S12
NEw 4NKTMS 108 296 S12
NEw 4NKTMS 108 427 S12
NEw 4NKTMS 114 323512
NEw 4NKTMS 114476 S12

E L

TMS

N

UNC

No.2
No.2
No.2
No.3
No.3
No.3
No.4, No.5
No.4, No.5
No.4, No.5
No.5
No.5
No.5
No.6, No.8
No.6, No.8
No.6, No.8
No.8
No.8
No.8

No.10, No.12
No.10, No.12
No.10, No.12

No.12
No.12
No.12
1/4”
1/4”
1/4”

5/16"
5/16”
5/16"

3/8”
3/8”
3/8”
7/16"
7/16"
7/16"
1/2”
1/2"
9/16"
9/16”
5/8"
5/8"

-

o373
Thread
UNF

No.3
No.3
No.3
No.4
No.4
No.4
No.6
No.6
No.6
No.6
No.6
No.6
No.10
No.10
No.10
No.10
No.10
No.10
No.8
No.8
No.8
5/16"
5/16"
5/16"
No.10
No.10
No.10
5/16”

5/16",

5/16"

7/167,
7/16",
7/16”,

1/4”
1/4”
1/4”

9/16",
9/16",
9/16”,
5/167,

5/16"

5/16",

3/4"
3/4"
3/4"
7/8"
7/8"
7/8"

,3/8"
3/8”
,3/8"
1/2"
1/2"
1/2"

5/8"
5/8"
5/8"
3/8”
,3/8"
3/8”

17,1-1/8"
17,1-1/8"

No.12
No.12
No.12
No.12

No.12,
No.12,

No.12,

No.12

No.12,

7/16",
7/16",

7/16"

9/16”

9/16”,

9/16

UNEF

174
1/4"
1/4"

14,
/47
/4

1/2"
1/2"
,1/27

,5/8"
5/8"
" 5/g"

5/16”
5/16"
,5/16”

o732
Pitch
(TPI)

56
56
56
48
48
48
40
40
40
40
40
40
32
32
32
32
32
32
36
36
36
24
24
24
32
32
32
24
24
24
20
20
20
28
28
28
18
18
18
24
24
24
16
16
16
14
14
14
13
13
12
12
"
11

A
Teeth
7t

U OOOOONMRNUuMJUUuoOP~AROOULTUITOOA”ANOMOUPMMOUPOUAM~AOD UL O O

(@]

N OO U100 O U1 OO O

]
Diameter
D

o e o)
Ul U U1

B =" i
— oo

2.1
2.44
2.44
2.44
2.55
2.55
2.55
3.21
3.21
3.21

3.3

3.3

3.3
3.59
3.59
3.59

3.8

3.8

3.8
4.25
4.25
4.25

4.8

4.8

4.8

5.2

5.2

5.2

6.2

6.2

6.2

6.6

6.6

6.6

6.9

6.9

6.9

8.5

8.5

8.5

9.2

9.2
10.8
10.8
1.4
1.4

LIAHE 20|
Thread
Length

L1

127

10.6
14.8
7.4
12.7
17.8
8.9
12.7
16.3
9.8
16.9
22.6
12.7
16.9
211
1.5
19
25.4
14
21.8
29
16.3
27.3
21.5
29.6
22.9
32.3
25.4

45 SUS 7/._.__2 "E’”_,’é Lli EI.OI ME”/::’I

#a%
Effective
Length
L2

=98 (Without coolant)

28.6

33.4
38
42.7

47.6

o9l Unit: mm

Uy

Overall

Length Shank Dia

L

50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
60
60
60
65
65
65
65
65
65
80
80
80
80
80
80
80
80
80
85
85
85
100
100
100
100
100
100

M3

d
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4 Flutes Helix Nick Type Thread Mills for Stainless Steels
U
45 SUS 7158 dE|A L3 Efg A=Y

4NKTMS

American UN

42| Unit: mm
L& 298 (With coolant)
NEw 4NKTMS 0359 106 S06C |No.10, No.12 = 5/16” 24 5 3.59 10.6 = 50 6
NEw 4NKTMS 0359 127 S06C |No.10, No.12 = 5/16” 24 6 3.59 12.7 - 50 6
NEW 4NKTMS 0359 145 S06C |No.10, No.12 = 5/16” 24 4 3.59 7.4 14.5 50 6
NEw 4NKTMS 038 095 S06C No.10 No.12,1/4",5/16" 32 6 3.8 9.5 - 50 6
NEw 4NKTMS 038 127 S06C No.10 No.12,1/4”,5/16" 32 8 3.8 12.7 = 50 6
NEw 4NKTMS 038 145 S06C No.10 No.12,1/4",5/16" 32 5 3.8 7 14.5 50 6
NEW 4NKTMS 0425 106 S06C |No.12 5/16",3/8" 24 5 4.25 10.6 - 60 6
NEw 4NKTMS 0425 148 S06C |No.12 5/16",3/8" 24 7 4.25 14.8 - 60 6
NEw 4NKTMS 0425 165 S06C |No.12 5/16",3/8”" 24 4 4.25 7.4 16.5 60 6
NEw 4NKTMS 048 127 S06C | 1/4” 7/16"7,1/2" 20 5 4.8 12.7 - 65 6
NEw 4NKTMS 048 178 S06C | 1/4” 7/16",1/2" 20 7 4.8 17.8 - 65 6
NEw 4NKTMS 048 190 S06C | 1/4” 7/16",1/2" 20 4 4.8 8.9 19 65 6
NEw 4NKTMS 052 127 S06C 1/4” 7/16",1/2" 28 7 5.2 12.7 = 65 6
NEw 4NKTMS 052 163 S06C 1/4” 7/16",1/2" 28 9 5.2 16.3 - 65 6
NEw 4NKTMS 052 190 S06C 1/4" 7/16"7,1/2" 28 6 52 9.8 19 65 6
NEw 4NKTMS 062 169 S08C  |5/16” 9/16",5/8" 18 6 6.2 16.9 - 75 8
NEw 4NKTMS 062 226 SO8C |5/16” 9/16”,5/8”" 18 8 6.2 22.6 = 75 8
NEw 4NKTMS 062 240 S08C  |5/16” 9/16”,5/8” 18 5 6.2 12.7 24 75 8
NEw 4NKTMS 066 169 S08C 5/16",3/8" 9/16”,5/8” 24 8 6.6 16.9 - 75 8
NEw 4NKTMS 066 211 S08C 5/16",3/8" 9/16",5/8" 24 10 6.6 21.1 - 75 8
NEw 4NKTMS 066 240 S08C 5/16",3/8”" 9/16",5/8" 24 6 6.6 195 24 75 8
New 4NKTMS 069 190 S08C | 3/8” 3/4” 16 6 6.9 19 - 75 8
NEw 4NKTMS 069 254 S08C | 3/8” 3/4" 16 8 6.9 25.4 - 75 8
NEw 4NKTMS 069 286 SO8C | 3/8” 3/4” 16 5 6.9 14 28.6 75 8
New 4NKTMS 085218 S10C | 7/16” 7/8" 14 6 8.5 21.8 = 75 10
New 4NKTMS 085290S10C |7/16” 7/8” 14 8 8.5 29 - 75 10
NEw 4NKTMS 085 334S10C  |7/16” 7/8" 14 5 8.5 16.3 33.4 75 10
NEw 4NKTMS 092 273S12C  |1/2” 13 7 9.2 27.3 - 100 12
NEw 4NKTMS 092 380S12C  |1/2” 13 6 9.2 21.5 38 100 12
New 4NKTMS 108 296 S12C  |9/16” 17,1-1/8" 12 7 10.8 29.6 - 100 12
NEw 4NKTMS 108 427 S12C  |9/16” 17,1-1/8" 12 6 10.8 22.9 42.7 100 12
NEw 4NKTMS 114 323S12C  |5/8” 11 7 11.4 32.3 - 100 12
NEw 4NKTMS 114476 S12C  |5/8” 1 6 11.4 25.4 47.6 100 12
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5 E ? 4 Flutes Pipe Taper Short Thread Mills for Multi Purpose
45 42 g A HOT LN B B2 S MHEY

OO -0

o

+ HRc58 0[5te| DYEZ, TRIsiEY, B3, B4, FH 7}

- U B 2 E3 EufRol W24 330 JHsELC
« HA YOO 2 XM UNQE TASHILY,
QI W2te ALSE 4 QUILE ATV 9IS 1 SR BLct

. . Lo ALSEE QI3 HIO|H A= AFRS A FHLICE
QELIAFY 2ILpA &Rl0] BE FHSEILY,

l— 12 "‘
f
@ o0 o « Thread Mills for Hardened steels(HRc ~58),
Pre-hardened steels, Alloy steels, Carbon steels, Cast irons
u

Effective cooling water supply is possible with coolant.
Direct oil supplying is possible to cutting area.

od

w T R + More effective when you cannot use outer coolant.
: + Recommend to us Taper Endmill for low machining load.
+ Both right and left threading are available.
3]74
== 2 Ho| : B.S.21:1985
90" 1}1 47" |Ro187P| 2R S : EE BSPT(PT)

TISIN-S ol ™ CUTTING
Coating DATA
97pP

American UN £l Unit: mm
9% 298 (Without coolant)
4BSPT 055 200 S06 1/16”,1/8" 28 4 4 5.5 3.6 20 60 6
4BSPT 0931335510 1/4”,3/8" 19 4 4 | 931 5.2 33.5 70 10
4BSPT 1334 440S16 1/27,3/4" 14 4 4 13.34 7.1 44 90 16
4BSPT 1484 420516 17,11/47,11/27, 270 1 4 4 1484 9.1 42 105 16

L& 288 (With coolant)

4BSPT 055 200 S06C 1/167,1/8” 28 4 4 55 3.6 20 60 6
4BSPT 0931 335S10C 1/4",3/8" 19 4 4 9.31 5.2 335 70 10
4BSPT 1334 440 S16C 1/2",3/4" 14 4 4 13.34 7.1 44 90 16
4BSPT 1484 420 S16C 17,11/47,11/27, 2" 1 4 4 14.84 9.1 42 105 16

LIAEBT0loks [ 4 J== uAsToek
A 1 78991 A=

I

LIAFAE 7FZA|Of| 447|202 T2 72 MASHH
H0|Z| £H0| 27} StEZ, 3422 MY ALE
SHUAIR.

+  When threading, it is not possible to measure

the gauge when setting the program based on
4 threads, so set it to 3 threads and use it.

OpoR
Aol Z £t

W Eo[m LIS &

E&2(2DUBES) EflojH A=Y (4CTE) LIPS

‘I EE_IE_|OE ;_D{O EEO'I'EEI'
2.EHo|H AEUR 1°47' & HASILY.
3. AP ELUZ LIAPISS ™SI

—

1. Drill holes using drilling.
2. Cut with a taper end millat 1°47".
3. Thread milling for threading operations.
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4 Flutes Pipe Taper Short Thread Mills for Aluminum

42 Q205 B HOT LA IE Bo Y AEy

- 77 ol : BS.21:1985
90° 1 47" |R0137P

American UN

Xt 55 #& BSPT(PT)

RT A c o CUTTING

.

20|, Y20|E 3 S HIH HIZS 71
L% & 2 S8t A2fH0I W24 30| JHSELICE

A Fooz A HAQE ZEBILCL
QE LHZkS AFREE & QL) Za7} 92 W EFY BT}
2 MANESIZ 9|5 H|O|H A= AFR-S 2 SHCY,

QELIAL ! RILPAL 21R40| R THSEILICE

Thread Mills for Aluminum, Aluminum alloys, Non-ferrous,

and Non-metallic materials

Effective cooling water supply is possible with coolant.
Direct oil supplying is possible to cutting area.

More effective when you cannot use outer coolant.
Recommend to us Taper Endmill for low machining load.
Both right and left threading are available.

Cte| Unit: mm
9= 293 (Without coolant)
4BSPTA 055 200 S06 1/16”,1/8" 28 4 4 55 3.6 20 60 6
4BSPTA 0931 335S10 1/4",3/8" 19 4 4 9.31 52 335 70 10
4BSPTA 1334440516 1/27,3/4" 14 4 4 13.34 7.1 44 90 16
4BSPTA 1484 420 S16 17,11/4",11/2", 2" 11 4 4 14.84 9.1 42 105 16
L& 293 (With coolant)
4BSPTA 055 200 S06C 1/16”7,1/8" 28 4 4 55 3.6 20 60 6
4BSPTA 0931 335S10C 1/4”,3/8" 19 4 4 9.31 52 33.5 70 10
4BSPTA 1334 440 S16C 1/27,3/4" 14 4 4 13.34 71 44 90 16
4BSPTA 1484 420 S16C 17,11/4",11/2", 2" 11 4 4 14.84 9.1 42 105 16
LIArBT o[04 :> LIABT o[04
s s

nEAoz
Aol Hel 2t

W Eo[m LIS &4

L& (2DUBES) Eflo|H AEY (4CTE)

70 | < aotoois

LI HS:

LEAFAE 7FZA|Of| 447|202 T2 720 MA5HH
H0|Z| 2H0| £7} 3t 2, MO Z MYSHH ALE
SHIAIL.

When threading, it is not possible to measure

the gauge when setting the program based on
4 threads, so set it to 3 threads and use it.

1. E2oR IS FojEL,
2. HIO|H{ AIEUZ 1°47' S HAISH}

3 McUz LADlES AR,

1. Drill holes using drilling.

2. Cut with a taper end mill at 1°47".

3. Thread milling for threading operations.



§ B Tg 4 Flutes Pipe Taper Short Thread Mills for Stainless Steels

- U
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f

o0 === === === ===
@ L Td Thread Mills for SUS and Titanium alloys
Effective cooling water supply is possible with coolant.
Direct oil supplying is possible to cutting area.
More effective when you cannot use outer coolant.
Recommend to us Taper Endmill for low machining load.
Both right and left threading are available.

K
|
.
Ll
..

R0.137P g
N Sl 275

e o o o o o

<3
- 74 g2 B.S.21:1985

90" \1 a7 RO1S7P| Zxf S3 : EZ BSPT(PT)

HR 50 CUTTING
Coating | Helix Angle Rutatlon DATA

American UN k9| Unit: mm

Q|8 288 (Without coolant)

4BSPTS 055 200 S06 1/167,1/8" 28 4 4 55 3.6 20 60 6
4BSPTS 0931 335510 1/4",3/8" 19 4 4 | 931 5.2 335 70 10
4BSPTS 1334440516 1/2",3/4" 14 4 4 1334 7.1 44 90 16
4BSPTS 1484420516 17.11/47,11/2,27 11 4 4 | 1484 9.1 42 105 16
Li& Z]8 (With coolant)
4BSPTS 055 200 SO6C 1/16",1/8" 28 4 4 5.5 3.6 20 60 6
4BSPTS 0931 335S10C 1/4",3/8" 19 4 4 | 931 5.2 335 70 10
4BSPTS 1334 440 S16C 1/2",3/4" 14 4 4 13.34 7.1 44 90 16
4BSPTS 1484 420 S16C 17,11/47,11/2°,2° 11 4 4 1484 9.1 42 105 16

LIABT0[ok: [ 4 == LpEopk

Bz 1 78991 M=

o LIAFM7LZA0] 447|208 T2 T3 MAsHH
HOIZ| £Y0| 27} 3tE2, 3o = HYSIH AL
SHIA| 2.

+ When threading, it is not possible to measure

the gauge when setting the program based on
4 threads, so set it to 3 threads and use it.

OjAreMo 2
AR 2A 7

W EH0|T LIAILS &4

L2 (2DUBES) Eo|= A=Y (4CTE) LIAZES

. 1. C2YO2 1HS £o{ZLC},
2. HO|m QELZ 1°47 E HAISITY.
3. A EUZ LIATISS ZIdSHTt
+ 1. Drill holes using drilling.
2. Cut with a taperend millat 1°47".
3. Thread milling for threading operations.
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4 Flutes Pipe Taper Short Thread Mills for Multi Purpose

LF
E'

. B.S.2779:1956
© Medium class

Tisiv-s | 15°
Coating | |\ iy Angle Rotanon

American UN

He

OO L-O

[-.R

HRc 580]5t2] EE_|%|-§ |—5=:L7+ EtAZE 2 712
H 2 8 55800l HZt4 Z50| 7|—ol|__|[_‘_|-_
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Thread Mills for Hardened steels(HRc ~58),

Pre-hardened steels, Alloy steels, Carbon steels, Cast irons
Effective cooling water supply is possible with coolant.

Water directly supplies to threading face.

It's more useful for the situation, which cannot be used cooling outside.
Recommend to us Taper Endmill for low machining load.

Both right and left threading are available.

O/ LA 2 B Y myey

o2l Unit: mm
9|8 223 (Without coolant)
4ANPTS 0555 105 S06 1/16”,1/8" 27 4 4 5.55 3.8 10.5 60 6
4NPTS 0937 155510 1/4",3/8" 18 4 4 9.37 5.6 15.5 70 10
4NPTS 1357 260 S16 1/2",5/8", 3/4" 14 4 4 13.57 7.3 26 90 16
4NPTS 1489 335516 17,11/4°,11/27, 2" 115 4 4 14.89 8.9 33.5 105 16
L& S84 (With coolant)
4NPTS 0555 105 S06C 1/16",1/8" 27 4 4 5.55 3.8 10.5 60 6
4NPTS 0937 155 S10C 1/4",3/8" 18 4 4 9.37 5.6 15.5 70 10
4ANPTS 1357 260 S16C 1/2",5/8",3/4",7/8" 14 4 4 13.57 7.3 26 90 16
4NPTS 1489 335 S16C 17,11/47,11/27,27 115 4 4 14.89 8.9 33.5 105 16
LARBT0[ok: [ 4 Je= uuzToeRs
Az 1 78991 At

OjArEoE
Ao AR =7t

W Eo[m LIS &4

L2 (2DUBES)

72 | < aotoois

Efojmf A=

U (4CTE)

LIPS

+ LI 7RO 44 7|02 T2 T2 M5t
HO|Z| 20| 27} 522, 340 = HYSI0] A
SHA| 2.

+ When threading, it is not possible to measure

the gauge when setting the program based on
4 threads, so set it to 3 threads and use it.

. ']. EEIEO'IQE :I'U:go :I:O'I—%I:l'
2. HO|T AELZ 1°47 S HASITY,
3. MY ELUZ LIAIZFES IS5}

« 1. Drill holes using drilling.
2. Cut with a taper end mill at 1°47".
3. Thread milling for threading operations.



4 E TE 4 Flutes Pipe Taper Short Thread Mills for Aluminum
—= N 5~ 8 =9 A IS LE0E AR O LA IR R Y AHEY
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. i & 2 S5 Anfzel W2t 30| JH5ELC,

- BAFOOR AY UAQE ZF HLIEF
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V] *.
@ % ;, + Thread Mills for Aluminum, Aluminum alloys, Non-ferrous,
! Non-metallic materials

Effective cooling water supply is possible with coolant.

Water directly supplies to threading face.

It's more useful for the situation, which cannot be used cooling outside.
Recommend to us Taper Endmill for low machining load.

Both right and left threading are available.

o A A 1 B.S.2779:1956
« 34 SE : Medium class

o CUTTING
RTAC | 15 DATA
Coating Helix Angle Rotatlon

American UN 2| Unit: mm

Q|8 288 (Without coolant)

4ANPTSA 0555 105 S06 1/167,1/8" 27 4 4 5.55 3.8 10.5 60 6
ANPTSA 0937 155510 174", 3/8" 18 4 4 9.37 5.6 15.5 70 10
ANPTSA 1357 260 S16 1/2",5/8",3/4" 14 4 4 13.57 7.3 26 90 16
ANPTSA 1489 335516 17.11/4",11/2",2" 115 4 4 14.89 8.9 335 105 16
Li& Z]8 (With coolant)
ANPTSA 0555 105 S06C | 1/16",1/8" 27 4 4 5.55 3.8 10.5 60 6
ANPTSA 0937 155S10C  |1/4”,3/8" 18 4 4 9.37 5.6 15.5 70 10
4ANPTSA 1357 260 S16C 1/2",5/8",3/4",7/8" 14 4 4 13.57 7.3 26 90 16
ANPTSA 1489335S16C  [17,11/4",11/2",2" 11,5 4 4 14.89 8.9 33.5 105 16

LIABT0[ok: [ 4 == LpEopk
PN 1 78991 A=

o LIAFM7LZA0] 447|208 T2 T3 MAsHH
HOIZ| £Y0| 27} 3tE2, 3o = HYSIH AL
SHIA| 2.

+ When threading, it is not possible to measure

the gauge when setting the program based on
4 threads, so set it to 3 threads and use it.

OjAreMo 2
AR 2A 7

W EH0|T LIAILS &4

L2 (2DUBES) Eo|= A=Y (4CTE) LIAZES

o 7. EE|E|OE__I_|_|:I-|O I::O'I%EI'
2. Ho|H A=EUZ 1°47 5 HAISICE
3. MY EUR LIApIES RIGHEITT

—O =

+ 1. Drill holes using drilling.
2. Cut with a taper end millat 1°47".
3. Thread milling for threading operations.
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4 Flutes Pipe Taper Short Thread Mills for Stainless Steels

'-HZ“ 9| : B.S.2779:1956
'_:1-

3483 ¢ Mediumclass
HR 50 CUTTING
Coating | Helix Angle Rotatlon DATA

American UN

e o o o o ©

SUS, E|Els g2 713
U & 8 E3t A2l gz
Z-IAP 0101 OE 7~|1‘| Z-IAP

-3-:‘0 | 7+ LI
2L Ef
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Thread Mills for SUS, Titanium alloys
Effective cooling water supply is possible with coolant.
Water directly supplies to threading face.

It's more useful for the situation, which cannot be used cooling outside.

Recommend to us Taper Endmill for low machining load.
Both right and left threading are available.

45 SUS B O[T LN B Be ey

W Ho[m LIRS A

2| Unit: mm
Q|8 223 (Without coolant)
4ANPTSS 0555 105 S06 1/16”7,1/8" 27 4 4 5.55 3.8 10.5 60 6
ANPTSS 0937 155 S10 1/4",3/8" 18 4 4 9.37 5.6 15.5 70 10
ANPTSS 1357 260 S16 1/27,5/8",3/4" 14 4 4 13.57 7.3 26 90 16
ANPTSS 1489 335516 17.11/4",11/2",2" 11,5 4 4 14.89 8.9 335 105 16
L& Z98 (With coolant)
4NPTSS 0555 105 S06C | 1/16”,1/8" 27 4 4 5.55 3.8 10.5 60 6
ANPTSS 0937 155S10C  |1/4”,3/8" 18 4 4 9.37 5.6 15.5 70 10
ANPTSS 1357 260 S16C 1/2",5/8",3/4",7/8" 14 4 4 13.57 7.3 26 90 16
4NPTSS 1489335S16C |17, 11/4",11/2",2" 11,5 4 4 14.89 8.9 33.5 105 16
LA 0lok: [ 4 == uz7opRr
ZAzte [ 178991 | ZMze

OjzAlEAo
AR A 7

=
i

L2 (2DUBES)

Ell0|m A=Y (4CTE)
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+ When threading, it is not possible to measure

the gauge when setting the program based on
4 threads, so set it to 3 threads and use it.

. ’] EElE—lOE;I:HO EEO'I$I:|'
2.HO| AICLZ 1°47 2 HASICE
3. MY ELUZ LIAZFES RI85ICE

« 1. Drill holes using drilling.
2. Cut with a taper end mill at 1°47".
3. Thread milling for threading operations.



5 5 T M 4 Flutes Pipe Taper Thread Mills for Multi Purpose

4 N
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) f ) - + Thread Mills for Hardened steels (HRc ~48),

- od Pre-hardened steels, Alloy steels, Carbon steels, Cast irons
Effective cooling water supply is possible with coolant.

With coolant, it removes chip sticking.

Using taper endmill is recommended to reduce cutting wear.

Both right and left threading are available.

RO.187P g
N 275

2|3

i . aec | v 90" 1\V1°47' RO137P
Jlmsins| 15°| R | commme
i Coating Helix Angle Rotation DATA 32 ®o| : B.S.21:1985
99p 3it 58 © & BSPT

American UN Tkl Unit: mm

9= 223 (Without coolant)

4BSTM 059 103 S06 1/16”,1/8" 28 4 1 5.9 10.3 60 6
4BSTM 0765 103 S08 1/8” 28 4 11 7.65 10.3 60 8
4BSTM 099 152 S10 1/4",3/8" 19 4 11 9.9 15.2 70 10
4BSTM 1115152 512 3/8" 19 4 11 11.15 15.2 70 12
4BSTM 1425 224 S16 1/27,3/4” 14 4 12 14.25 22.4 90 16
4BSTM 160 285 516 17,11/4",11/2", 2" 11 4 12 16 28.5 105 16
L5 S8 (With coolant)
4BSTM 059 103 S06C 1/16”,1/8" 28 4 11 5.9 10.3 60 6
4BSTM 0765 103 S08C 1/8” 28 4 1 7.65 10.3 60 8
4BSTM 099 152 S10C 1/4",3/8" 19 4 1 9.9 15.2 70 10
4BSTM 1115152 S12C 3/8” 19 4 11 11.15 15.2 70 12
4BSTM 1425 224 S16C 1/27, 314" 14 4 12 14.25 22.4 90 16
4BSTM 160 285 S16C 17,11/4",11/2",2" 1 4 12 16 28.5 105 16

W EH0|T LIAILS &4
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2. BIO|H HEUZ 1°47 S HABICE
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+ 1. Drill holes using drilling.
2. Cut with a taperend millat 1°47".
3. Thread milling for threading operations.
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4 Flutes Pipe Taper Thread Mills for Aluminum
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99P
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Thread Mills for Aluminum, Aluminum alloys, Non-ferrous,
Non-metallic materials.

Effective cooling water supply is possible with coolant.

With coolant, it removes chip sticking.

Using taper endmill is recommended to reduce cutting wear.

Both right and left threading are available.

RO.137P iz
N 275
213
90" \1 *47" |Ro37P

72 Ho| : B.S.21:1985
X S8 1 BE BSPT

o2l Unit: mm

Q|8 223 (Without coolant)
4BSTMA 059 103 S06 1/167,1/8~ 28 4 1 5.9 10.3 60 6
4BSTMA 0765 103 SO8 178~ 28 4 11 7.65 10.3 60 8
4BSTMA 099 152 S10 1/47,3/8" 19 4 11 9.9 15.2 70 10
4BSTMA 1115152512 3/8” 19 4 11 11.15 15.2 70 12
4BSTMA 1425 224 516 1/27,3/4" 14 4 12 14.25 22.4 90 16
4BSTMA 160 285 516 1"11/4",11/2", 2" 11 4 12 16 28.5 105 16

L& Z98 (With coolant)
4BSTMA 059 103 S06C 1/167,1/8"~ 28 4 11 5.9 10.3 60 6
4BSTMA 0765 103 SO8C 1/8” 28 4 11 7.65 10.3 60 8
4BSTMA 099 152 S10C 1/47,3/8~ 19 4 1 9.9 15.2 70 10
4BSTMA 1115 152 S12C 3/8” 19 4 11 11.15 15.2 70 12
4BSTMA 1425 224 S16C 1/27,3/4" 14 4 12 14.25 22.4 90 16
4BSTMA 160 285 S16C 1,11/4",11/2", 2" 1 4 12 16 28.5 105 16

W Ho[m LIRS A

E212J(2DUBES) Eflo|m A=Y (A4CTE) LIAIZHE

76 | < autoois
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« 1. Drill holes using drilling.
2. Cut with a taper end mill at 1°47".
3. Thread milling for threading operations.



4 Flutes Pipe Taper Thread Mills for Stainless Steels
45 SUS B8 Hojm| LI B #2ET

. SUS, E|EHs #2712

. b &8 58 B0l W2t 20| HSEILIC,
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Thread Mills for SUS, Titanium alloys

Effective cooling water supply is possible with coolant.

With coolant, it removes chip sticking.

Using taper endmill is recommended to reduce cutting wear.
Both right and left threading are available.

ad

8
e o o o ©

RO.187P 3
N 275

9|3
90" \1°47' RO137P

724 Ho| : B.S.21:1985
X S8 BE BSPT

: C 4e° | CUTTING
99P

American UN

2| Unit: mm

9= 223 (Without coolant)
4BSTMS 059 103 S06 1/167,1/8”7 28 4 11 59 10.3 60 6
4BSTMS 0765 103 S08 1/8~ 28 4 i 7.65 10.3 60 8
4BSTMS 099 152 S10 1/47,3/8" 19 4 1" 9.9 15.2 70 10
4BSTMS 1115 152 512 3/87 19 4 1 11.15 15.2 70 12
4BSTMS 1425 224 516 1/27,3/4" 14 4 12 14.25 22.4 20 16
4BSTMS 160 285 S16 1"11/4",11/2", 2" 1 4 12 16 28.5 105 16

L5 S8 (With coolant)
4BSTMS 059 103 S06C 1/167,1/8" 28 4 11 5.9 10.3 60 6
4BSTMS 0765 103 SO8C /8~ 28 4 11 7.65 10.3 60 8
4BSTMS 099 152 S10C 1/47,3/8" 19 4 1 9.9 15.2 70 10
4BSTMS 1115 152S12C 3/8” 19 4 11 11.15 15.2 70 12
4BSTMS 1425 224 S16C 1/27,3/4" 14 4 12 14.25 22.4 90 16
4BSTMS 160 285 S16C 1",11/4",11/2", 2" 11 4 12 16 28.5 105 16

W EH0|T LIAILS &4
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2. BIO|H HEUZ 1°47 S HABICE
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+ 1. Drill holes using drilling.
2. Cut with a taperend millat 1°47".
3. Thread milling for threading operations.

L2 (2DUBES) Eo|= A=Y (4CTE) LIAES
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B T M 4 Flutes Pipe Taper Thread Mills for Multi Purpose
U
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« Thread Mills for Hardened steels (HRc ~48),

Pre-hardened steels, Alloy steels, Carbon steels, Cast irons
Effective cooling water supply is possible with coolant.

With coolant, it removes chip sticking.

Using taper endmill is recommended to reduce cutting wear.

Both right and left threading are available.

<8
Q>
a

30°/,30° (P}

» | TisiN-s 1 5° R |curmwe l
coating | i angie | rotation | DATA 21 Ho| : USAS B2.1:1968
Iz =3 - =
: 9o 2zt E3 : X NPT
American UN Tl Unit: mm

Q|8 223 (Without coolant)

4ANPTM 059 098 S06 1/167,1/87 27 4 10 59 9.8 60 6
4NPTM 0765 098 S08 1/8~ 27 4 10 7.65 9.8 60 8
4ANPTM 099 147 S10 1/47,3/8~ 18 4 10 9.9 14.7 70 10
ANPTM 1115 147 S12 3/8” 18 4 10 11.15 14.7 70 12
4NPTM 1425 189 S16 1/27,3/47 14 4 10 14.25 18.9 90 16
4NPTM 160 275 S16 1",11/4",11/2", 2" 11.5 4 12 16 27.5 105 16
L& Z98 (With coolant)
4ANPTM 059 098 S06C 1/167,1/8”° 27 4 10 5.9 9.8 60 6
4ANPTM 0765 098 S08C 1/8~ 27 4 10 7.65 9.8 60 8
4NPTM 099 147 S10C 1/47,3/8~ 18 4 10 9.9 14.7 70 10
4ANPTM 1115147 S12C 3/87 18 4 10 11.15 14.7 70 12
4ANPTM 1425 189 S16C 1/27,3/47 14 4 10 14.25 18.9 90 16
ANPTM 160 275 S16C 1,11/4°11/2", 2" 1.5 4 12 16 275 105 16

W Ho[m LIRS A

o 1. EElElOE;EHO ==01$E|'
2.HO| AICLZ 1°47 2 HASICE
3. MY EUR LIAIE S 235t

« 1. Drill holes using drilling.
2. Cut with a taper end mill at 1°47".
3. Thread milling for threading operations.

E212J(2DUBES) Eflo|m A=Y (A4CTE) LIAIZHE
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B T M 4 Flutes Pipe Taper Thread Mills for Aluminum
U
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L h5 . . .
y £ ol f « Thread Mills for Aluminum, Aluminum alloys, Non-ferrous,
o | od Non-metallic materials

Effective cooling water supply is possible with coolant.

With coolant, it removes chip sticking.
Using taper endmill is recommended to reduce cutting wear.
Both right and left threading are available.

30°,30° L

T+ | rRTAC of|" CUTTING / '
E DATA w ggl USS D196
) 0P Bit 53 EE NPT
American UN gl Unit: mm
9= 223 (Without coolant)
4NPTMA 059 098 S06 1/167,1/8”7 27 4 10 59 9.8 60 6
ANPTMA 0765 098 S08 1/8~ 27 4 10 7.65 9.8 60 8
ANPTMA 099 147 S10 1/47,3/8" 18 4 10 9.9 14.7 70 10
ANPTMA 1115 147 S12 3/8” 18 4 10 11.15 14.7 70 12
4ANPTMA 1425 189516 127,3/4" 14 4 10 14.25 18.9 20 16
ANPTMA 160 275 S16 11/4",11/2", 2" 1.5 4 12 16 27.5 105 16
Li& Z]8 (With coolant)
ANPTMA 059 098 S06C 1/167,1/8" 27 4 10 5.9 9.8 60 6
ANPTMA 0765 098 SO8C 1/8~ 27 4 10 7.65 9.8 60 8
4ANPTMA 099 147 S10C 1/47,3/8" 18 4 10 9.9 14.7 70 10
ANPTMA 1115 147 S12C 3/8” 18 4 10 11.15 14.7 70 12
ANPTMA 1425 189 S16C 1/27,3/4" 14 4 10 14.25 18.9 90 16
ANPTMA 160 275 S16C 1141 1/2', 2" 1.5 4 12 16 27.5 105 16

W EH0|T LIAILS &4
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3. AYHELE LIATFE S 2IGHSITY

—O =

+ 1. Drill holes using drilling.
2. Cut with a taperend millat 1°47".
3. Thread milling for threading operations.

L2 (2DUBES) Eo|= A=Y (4CTE) LIAES
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.E ) TM g 4 Flutes Pipe Taper Thread Mills for Stainless Steels
— 219 E0/T T T e
0ENTH =1 44 SUS 22 H|OJT| LIAF 7}2 A3 EY
. SUS, E|E}E &2 712
cUHREES Eoimw?_l HZk4 ZF0| JHsSHLC
W—-} + HA YSOR 1Y UNRE 235(0f LI B B AL
. L HAISSLS 9j3f B0/ S AR A BHLICY.

EELW & 2ILPAL 20| =& 7f—°”—IEh

<—L1*>‘ h5

Thread Mills for SUS, Titanium alloys

Effective cooling water supply is possible with coolant.

With coolant, it removes chip sticking.

Using taper endmill is recommended to reduce cutting wear.
Both right and left threading are available.

<8

Q—

a
e o o o ©

30°[,30° g

r of " CUTTING
Zit S2  BE NPT
99pP
American UN £9] Unit: mm
Q|8 223 (Without coolant)
4NPTMS 059 098 S06 1/167,1/8" 27 4 10 5.9 9.8 60 6
4NPTMS 0765 098 S08 1/8" 27 4 10 7.65 9.8 60 8
4NPTMS 099 147 S10 1/4",3/8" 18 4 10 9.9 14.7 70 10
4ANPTMS 1115 147 S12 3/8" 18 4 10 11.15 14.7 70 12
ANPTMS 1425 189 516 1/2",3/4" 14 4 10 14.25 18.9 90 16
4ANPTMS 160 275 S16 17,11/4",11/2", 2" 1.5 4 12 16 27.5 105 16
L& Z98 (With coolant)
4NPTMS 059 098 SO6C 1/16",1/8" 27 4 10 5.9 9.8 60 6
4NPTMS 0765 098 SO8C 1/8" 27 4 10 7.65 9.8 60 8
4ANPTMS 099 147 S10C 1/4”,3/8" 18 4 10 9.9 14.7 70 10
4NPTMS 1115 147 S12C 3/8" 18 4 10 11.15 14.7 70 12
4ANPTMS 1425 189 S16C 1/2",3/4" 14 4 10 14.25 18.9 90 16
ANPTMS 160 275 S16C 17,11/4",11/2",2" 1.5 4 12 16 27.5 105 16

W Ho[m LIRS A

o 1. EElElOE;EHO ==01$E|'
2.HO| AICLZ 1°47 2 HASICE
3. MY EUR LIAIE S 235t

« 1. Drill holes using drilling.
2. Cut with a taper end mill at 1°47".
3. Thread milling for threading operations.

E212J(2DUBES) Eflo|m A=Y (A4CTE) LIAIZHE
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4 Flutes Thread Mills for Dental Implants (Three Thread)
- = U
45 2|2t YEELE T15 M EQ (3 LIAHY)

« ElEks, ElEtE S5 715
detF U '-MW}-S-E SI3t Astn A3 TRkl

4GIMTM

= o SRAbEl A O A E S8l 37 7Y QoM BOA =
Thread Mill S %?:! I-I Eh
o AL HA XS £0|1 ST RS AABILCE

L1=Pitchx3 D2 h5

Thread Mills for Titanium, Titanium alloys
Rigid and powerful flutes design for inside hardening steel.
Enhanced threading enables chip removal smoothly to reduce

ImpIants

2D
&
&
od
. . .

[ L4 . P
L possible brokage of tool inside hole.
Implants ‘ + The shape of tip reduces fraction and prevent tool bending.
!
e
+| HR 1 ol " CUTTING
o s 96P

ISO £3e= 49| Unit: mm
QI% 218 (Without coolant)

4IMTM 009 025 S03 M012 M1.2 0.25 4 B8 0.9 0.95 2.5 33 4.3 40 3

4IMTM 0105 028 S03 M014 M1.4 0.3 4 3 1.05 1.1 2.8 3.5 5 40 3

4IMTM 012 033 S03 M016 M1.6 0.35 4 3 1.2 1.25 3.3 4.2 5.9 40 3

4IMTM 014 038 SO3 M018 M1.8 0.35 4 3 1.4 1.45 3.8 4.7 6.6 40 3

4IMTM 0154 039 SO3 M2 M2 0.4 4 3 1.54 1.7 3.9 4.9 6.7 40 3

4IMTM 0196 048 SO3 M025 M2.5 0.45 4 3 1.96 2 4.8 5.8 8.2 40 3

4; M TM 4 Flutes Thread Mills for Dental Implants (Three Thread)
. ; - U
om0 YT 4 2|5t HEEE JRE A EE (3 LIARY)
* ElEks, ElEks ©2 718
e [ J ﬁﬁ

A5 L LAt J22 Siet Zskn e g iafel
SHALE| A O 3 S Bl BT QoM Bojals
QE?JI-IEP
X=3
—
|3t
uEeE
Implants

(o]
ol 0:

i

m 4o

2=
| Y2 A XS 20|10 7 RS AAHELIC.

I
ogr I

L1=Pitch x 3
Thread Mills for Titanium, Titanium alloys
Rigid and powerful flutes design for inside hardening steel.

\"3'
K J Enhanced threading enables chip removal smoothly to reduce

i possible brokage of tool inside hole.

od
.

.

Implants + The shape of tip reduces fraction and prevent tool bending.
1/4P s
60°
H R 50 CUTTING
Coating | Helix Angle Rotatlon DATA 1/8P Qe
ISO ‘1.‘%* ool-% 9| Unit: mm

9" 283 (Without coolant)

4IMTM 0057 023 S06 M008 MO0.8 0.2 4 3 0.57 2.3 50 6
4IMTM 0064 026 SO06 M009 MO0.9 0.225 4 3 0.64 2.6 50 6
4IMTM 0071 029 S06 M1 M1 0.25 4 8 0.71 2.9 50 6
4IMTM 0091 034 S06 M012 M1.2 0.25 4 3 0.91 3.4 50 6
4IMTM 0105 039 S06 M014 M1.4 0.3 4 3 1.05 3.9 50 6
4IMTM 012 045 S06 M016 M1.6 0.35 4 3 1.2 4.5 50 6
4IMTM 014 050 S06 M018 M1.8 0.35 4 3 1.4 5 50 6
4IMTM 0154 056 S06 M2 M2 0.4 4 3 1.54 5.6 50 6
4IMTM 0184 063 S06 M023 M2.3 0.4 4 8 1.84 6.3 50 6
4IMTM 0198 069 S06 M025 M2.5 0.45 4 3 1.98 6.9 50 6
4IMTM 0208 071 S06 M026 M2.6 0.45 4 3 2.08 7.1 50 6

www.jjtools.co.kr ‘
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_4ETM Series
S237| Operating Cycle

A2 913

2| AR Loz £ LIAZS0| 2t 25| H, HE (M)« AIZFAMe 2
£3d SRS & LIAHS I2HZOIS =, & Chamfers =074
Start point. Position Move to helical Drill & thread 81O = WA LS LICH Return to
at center of hole starting position with helical When desired thread
interpolation is complete, move to

start point
center, then exit hole

A2 Coolant Use for Chip Evacuation

KAk *k

7t& gL cH

*

Most Recommended!

TECERS

T HIT o

TER=EE

Jet Collet with Coolant Thru
Coolant Thru

oF =RY
External Coolant
82 | Truutoos

[JIER=R=1=

T HITOo

External Coolant




2DTM Series

Ez=7| - 9H 295

4 2 288 Operating Cycle (Without coolant)

G83 At
Use G83 T T

Use G83

‘ l G83 AtE

ARSI EZ HAASSE ST&  AAAS U BRI LUAZY  ®AAZL AEAE ZFER)
=34 27827 Mn 278l 2 128 360" 2 SRR
f2z =7 f2= =7 AgHE gL

A
LAt 2 713
Start point. Drill Returntoolto  Drill&  Returntoolto  Tothe Entry curve Thread milling Advance Return tool to
Position at initial position ~ Chamfer initial position ~ bottom for withareverse  curve initial position
center of for chip removal for chip removal thread  helix angle of
hole milling 360 °

2|2 9] 2! v &S 2|3t HZ4 A2 Coolant Use for Best Chip Evacuation

Fokk ok *

71 FABCH
Most Recommended!

x
)

L, 212 2R/ LHE ERE QIR 2R/E R ERY

Jet Collet with CoolantThru External Coolant External Coolant
Coolant Thru
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4MTM Series S

S237| Operating Cycle

AR 913 2|2 A1z LpAL 22y »#g B2 () &34
EEH MR HEE Threading Chamfer* 2 0lE
Start point. Move to helical AU AHE Position
Position starting position Entry curve at center of hole
at center of hole for thread milling

® © © © © 6

A2 Aoz
=071

Return to
start point

@

I
0

Z|2o| & Hi=S 9ISt ‘24 A2 Coolant Use for Chip Evacuation

:

Fokk

T4AF 223 CH

O T i—d
Most Recommended!

*k *

TREES s 3R 2% 3R 9

=] T -HIT o T -HIT o

Jet Collet with Coolant Thru External Coolant

Coolant Thru

H 106:
e I:I'Ich’i

External Coolant

84 | Truutoos



4STM Series

S237| Operating Cycle

Al 21 2| Z A2 LiAF 2™ 28 3 (M)« £3d ARt AMe =
£ 34 SRR IHEE Threading Chamfer* 20| =0t717|
Start point. Move to helical Uy #HE Position Return to
Position starting position Entry curve at center of hole start point
at center of hole for thread milling

® & © © © 6 o

t 24 AL Coolant Use for Chip Evacuation

b
b
lo
12
=
o
fjo
d0
rol

Fokk *k * X

743 2HBLICH

O T i—Hd
Most Recommended!

LK, 218 223 e 2o ] ISRk eI IERER=X=

T HTT o T HIT o T HTT o T HIT o

Jet Collet with Coolant Thru External Coolant External Coolant
Coolant Thru
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4HTM Series

3z

7| Operating Cycle

AUE7HE LIAFZHE 0] 3,®,64 AR 2HeE
SteE|H, gl =0t717]
Return to

d2A 2k360° 2
seydad oo
start point

NFH N HemEE LAYl
= Al A2 2|z 2 0| = yj HHISE 5[ A
=3O |—| 'I'l IE |o Zlcl;;lo_‘g'u _|_|_° °D|2E|_I_ I—;|1 Advance curve
Start point. Go to first el 7 A2 7ts AR X2 01
e . ;(
; Pc;smoph e st rt‘hellcal " Entry curve  Helix Rotate 360 ° o S repeattask
at center of hole starting position for in each direction Complete,
thread milling  for thread milling move to the
second helical
position

®0 00 0 @

2|Xo| & HiES 23t 424 AFE Coolant Use for Chip Evacuation

Fokk ok

7+ FHRLCH
Most Recommended!

LH, 2% =7 W& 2+ QF 27 Q2 ZR¥
Coolant Thru External Coolant External Coolant

Jet Collet with
Coolant Thru

86 | <Truutoos




4LTM Series

S237| Operating Cycle

A2 91| a2 LAt "2AZ360° 2 AE e N AHoR
B =Al ZF o3 = o HISE S =
224 A2t 9122 015 7188 UL e 0117
Start point. Move to helical Uy #H= LA 7tE Return to
Position starting position Entry curve start point
at center of hole for Helix Rotate 360 °
thread milling in each direction

for thread milling

® o0 0 0 o

= 215t HZt4 AF8 Coolant Use for Chip Evacuation

b
A
lo
125
=
|||| I
I

Fokk *k * X

7+ FHgLCH
Most Recommended!

LK, 918 2e3 e 2o [ ISR =k [ SRR =E

T -HITOo T -HITo T -HIT o T -HIT o
Jet Collet with Coolant Thru External Coolant External Coolant
Coolant Thru
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4NKTM Series

S2F7| Operating Cycle

o1

l > = < :
i S
S S BN ! !
M /2P,
2 t» K/ 2
4 6
NZZ 913 2| A2 LAY @A Z360°2 @ e
234 SHENIES er) {15t 5| FIEET
Start point. Move to helical UUHE LA 2R 7tE @ Advance
. PC;SI'EIOPh | starting position Entry curve Helix Rotate 360 ° repeat task curve
atcenterorhole for in each direction
thread milling for thread milling

® & © © © 6

Al 2|1H02
=077

Return to
start point

@

]
0

= O"

List H2k4= A2 Coolant Use for Chip Evacuation

B

B

i

*okk hk *

74& 2ABH|CH

O Ti-Hd
Most Recommended!

=1 |
~ 1] |

=\
-y

A
Vjm=N
f

i i

Al
M,

L, 9% 293 e 298 9% 2o os 22
Coolant Thru External Coolant External Coolant

Jet Collet with
Coolant Thru

88 | <Truutoos



4BSP Series

S237| Operating Cycle

ANZZ 913 ECIEPE LhAF 2 EST1 B () « 234 NZ 2oz
£33 f220lE HEE Threading Chamfer 2|2 ols =047
Start point. Move to helical Uy 7= Position Return to
Position starting position Entry curve at center of hole start point
at center of hole for thread milling
2|4 o| 2 &2 93t W24 AF8 Coolant Use for Chip Evacuation

Fokk *k * X

71 S CH
Most Recommended!

LY, 915 35 e 298 TR ol 393

Jet Collet with Coolant Thru External Coolant External Coolant
Coolant Thru
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4HBSP Series

S237| Operating Cycle

A 91 "2/ LAY ®AAZ360° 2 AEFE NZ 2oz
5 ZAl AlZFoz|2 0|= Jlne oIHISE 5| HA =017t
Eslz'l |—| 'rl |E .Io ZI‘lT'o;oH T—-oomgal-ln_7 L?;‘ Advance curve = |' |' |
Start point. Move to helical AL AHE tAH LR 7HS Return to
Position starting position Entry curve . . start point
at center of hole for Helix Rotate 360
thread milling in each direction

for thread milling

® o 0 0 0 o

ok k *k * X

713 ZASH|CH

O Ti-d
Most Recommended!

Lh,ole 2o e 293 [JIER=N=1-] [JER=X=1

T HITOo T HTT o T -HIT o T HITOo

Jet Collet with Coolant Thru External Coolant External Coolant
Coolant Thru

90 | < uitooLs



4BSPT / 4NPTS Series

S237| Operating Cycle

A2 913 LI LAt Yy ®IAZ360° 2 AEAE  UAZEBO 006 AR YR
£3d At 2IzIZ 0l 758 HLUEF S| AA EE|H, 2t =074
. . FTENE LIt 2 72 Advance curve =TS
Startpoint. ~ Move to helical el 7HE EEA ) Ten ssE ®,0,6 Return to
Position starting position Entry curve A2 LIZZ OIS repeat task start point
at center of hole for Helix Rotate 360 ° Complete,
thread milling I €ach direction movetothe LA 0|95
for thread milling second helical 302
position Z2I- Ao
*Program control
with 3 threads
for the number
of thread teeth

® o ®© ® ® © o

Z|Mo| & Hj &2 23t W24 A Coolant Use for Chip Evacuation

Fokk ok * X

71 S CH
Most Recommended!

(1) ()
PP T—

W, 2l® 27 e =27 e 27 =5
Jet Collet with Coolant Thru External Coolant External Coolant
Coolant Thru

www.jjtools.co.kr
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4BSTM / ANPTM Series

S237| Operating Cycle

A2 91| gaz LpAb Rl "2AZ360° R AEHE N AHoz
B ZAl AZFo|z|2 0|= 7tz oqHFSE 5| ZIA|F =017}y
Eslz.l |—| Tl I .Io Zlcl;;c';‘g'tl _|L_°A°|:||.'._!_|7 I_'1 Advance curve = I' |' I

Start point. Move to helical Ay HE tAH LR 7HS Return to
Position starting position Entry curve start point
at center of hole for Helix Rotate 360 °
thread milling in each direction

® o 0 @ 0 o

ME Coolant Use for Chip Evacuation

Bu
ikl
lo
o
£
e
jo
do
rop
ot
]
4>

Kk k *k * X

7k Za3LCH
Most Recommended!

LH, 2|8 2935 e ze3 I =R [JER=X =1

T -HTTOo T -HTTOo T -HTTOo T -HTTOo

Jet Collet with Coolant Thru External Coolant External Coolant
Coolant Thru

92 | < uutooLs



4IMTM Series

S237| Operating Cycle

Al 21| H2|Z AR LiAF 2R B S HE (M) = £3d A 2oz
34 ?x= 0l& 3E Threading Chamfer* 222 0lE E0747|
Start point. Move to helical Y AHE Position Return to
Position starting position Entry curve at center of hole start point
at center of hole for thread milling
2|4 o]  HiES 9ISt 'H2t4 A2 Coolant Use for Chip Evacuation

Q|

External Coolant External Coolant

* X

H 05 H 105
2 ZRY o5 E

HIT O

www.jjtools.co.kr
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94 |

2DM 2DTMS AZEY - Jk53t 8olE

A= Z20pYUo] 2SR AL -2t =l 2 (Chips packed or glued at the thread profile)
- Fotst #zks (Poor coolant)
~ A N (F, Bel 2K, BE Y § 20 B2E WAY B3 ¥H 27
Improve Coolant (i.e add flood coolant, lateral flute coolant supply for throuht holes)
~ U2 Z2ES MT0| 2715HIAIL.
Add coolant flutes flutes on shank.

M| E A 0|2 = DY R] &Lt (Thread go-gage dosen’t fit)
- MY ETHHR A2 (thread too small) — 24 H A AE{0|A 37 8 Z4 (Reduce tool radius in offset register)
- 2| 20f| 20| UZ(Chip in thread) — HZHA| 7§ (Improve coolant)

MY E7H A 7Hs0{R| 1 QELICE (Thread is getting tapered)
- gotst 37 2A (Poor tool clamping)
-3+ &Y (&, +& 719 Y& &) i Improve tool holding (i.e shrink fit holders)
- LIAME 2 T ET} AR 53 (thread milling feed too high) — LEAMH 23 T|E Z4 (reduce thread milling feed)
~ M2 712 3148 A, MO LKA 7
(Machining by dividing the number of thread machining into roughing and finishing)

E72|3 37 02 (Erratic tool wear)
- ST/HHE WO &2 EH - 37 2 (0 : TS T EH) & ARSIHIAIL.
- 2| =0f| 20| X2 (Chip in thread) — 'H2Z| 7§ (Improve coolant)

7t28 20f 10| 3 FH0j| &7 AFLCH
(Counterbore chips are winding around the tool)

- BI7| D E7} 2 Y (Chamfer feed too low)
— Q7| D E7} Z718H L. (Increase chamfer feed)

ATI2{2 S 0|2 (55| 25 £ Zo| W)
Loud drilling noise (especially towards the final drilling depth)
- & 24| (Chip problem)
— E20|& 4£& ZA (reduce drill feed rate)
— ZAR7H 50172 BTE AESHIAIR. (Use tool with coolant through)
— HX7| 27} (Add peck cycle)

E2E 537 ok (85| 21 T £H01M)

Tool breakage while drilling (especially in long chipping material)
- & &4 (Chip problem)

— 2 0|4 &k ZA (reduce drill feed rate)

— AAQTL 0|7t BTE AFESIHIAIR. (Use tool with coolant through)

— "7| 27t (Add peck cycle)

E Mol 20{%= 2 (Chips glued up in the flutes)
- otst izt (Poor coolant)
— 2| A& 7§ (Improve coolant situation)
— HAR7L E0{7H BTS ALE3HIAIR. (Use tool with coolant through)
— 3& Z7 A8 (Use coated tool)

MY E YUY F 37 ks, 37 Ok (Chippage, tool breakage while thread milling)
- 0% &&= LIAL URO| 42 =2 (feed rate thread milling too high)
—H 2 2 Y 1250 0| ¢SS &ASHIAIL
Check that the chip grooves are free of chips after the boring operation)
- 215 (Vibrations)
~ 0|3 4 24 (NCIE7}H S417 e ol E2mt H21E|=X) &ol)
Reduce feed rate (Check whether Nc feeds relate to centre point or external track)

LIAL EHO| £X| 24F (2O Poor thread surface (harmonics)
- 2E (Vibrations)

~ 27 B0 ol (52| A AUS A5 OHIAIL)
(Check tool holder (do not use modular systems!))

— 322 UL LY IAHY S0l ZUT MH0| SQHYE LM Ao RH7L = ELICE
(Check workpiece clamping and fixture. Where the clamping set-up is unstable introduce a distribution of
the cutting force.)

— Aot &z ZEA (reduce cutting speed)

— 2|0} 0|5 &5 F7} (Increase tooth feed rate)

— AAR0| BRE AJY (Introduce distribution of cutting force)

<
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LIAFEIZ 720y

FLITO| AIE LEARZ|E (f0]0] Z2Y)_ UNC

40

{3t LIAt] 214 Thread diameter to use heli coil type.

Z2{0]E] (mm) AIZE LA (240]0] =3 &)

SIZE TRl e m SIZE CMM
NO. 2 56 0.1092 2.7737 M2 x 0.4 2.520
NO. 3 48 0.1261 3.2029 M2.2x 0.45 2.785
NO. 4 40 0.1445 3.6703 M2.5x0.45 3.085
NO. 5 40 0.1575 4.0005 M3x 0.5 3.650
NO. 6 32 0.1786 4.5364 M3.5x0.6 4.279
NO. 8 32 0.2046 5.1968 M4 x 0.7 4.909
NO. 10 24 0.2441 6.2001 M5 x 0.8 6.039
NO. 12 24 0.2701 6.8605 M6x 1.0 7.299
1/4 20 0.315 8.001 M7x1.0 8.299
5/16 18 0.3847 9.7714 M8x 1.0 9.299
3/8 16 0.4562 11.5875 M8x 1.25 9.624
7/16 14 0.5303 13.4696 M9 x 1.25 10.624
1/2 13 0.5999 15.2375 M10x 1.25 11.624
9/16 12 0.6708 17.0383 M10x 1.5 11.949
5/8 " 0.7431 18.8747 M11x1.5 12.949
3/4 10 0.8799 22.3495 M12x1.25 13.624
7/8 9 1.0193 25.8902 M12x1.5 14.131
1 8 1.1624 29.525 M12x1.75 14.273
11/8 7 1.3106 33.2892 M14x 1.5 15.949
11/4 7 1.4356 36.4642 M14x2.0 16.598
13/8 6 1.5914 40.4216 M16x 1.5 17.949
11/2 6 1.7164 43.5966 M16x 2.0 18.598
SHLimto] A% LIAAIZ (efolof Z#2l)_ UNF ey o
- M18x 2.0 20.598
SIZE TeL B may M18x2.5 21.248
M20x 1.5 21.949
NO. 3 56 0.1092 2.7737 M20 x 2.0 22.508
NO. 4 48 0.1261 3.2029 M20 x 2.5 23.248
NO.5 44 0.1445 3.6703 M22x 1.5 23.949
NO. 6 40 0.1575 4.0005 M22 x 2.0 24.598
NO. 8 36 0.1786 4.5364 M22 x 2.5 25.248
NO.10 32 0.2046 5.1968 M24 x 2.0 26.598
1/4 28 0.2411 6.2001 M24 x 3.0 27.897
5/16 24 0.2701 6.8605 M27 x 3.0 30.897
3/8 24 0.315 8.001 M30 x 3.5 34.547
7/16 20 0.3847 9.7714 M33x 3.5 37.547
1/2 20 0.4562 11.5875 M36 x 4.0 41.196
9/16 18 0.5303 13.4696
5/8 18 0.5999 15.2375
3/4 16 0.6708 17.0383
7/8 14 0.7431 18.8747
1 12 0.8799 22.3495
1% 12 1.0193 25.8902
1% 12 1.1624 29.525
1% 12 1.3106 33.2892
1% 12 1.4356 36.4642
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Recommended Cutting Conditions

F28Y[HAY/57Y

96 |

A 205 e AHQl3AZ #2g/=25=2
Wo:jli -l\;lﬂerial Aluminum alloys Stainless steels Strum%srtaef 'csa’sﬁ?;ﬁg” steels Alloy Steels / Pre-hardened Steels
AL7075 SUS304 / SUS316 SS/SC/FC NAK80/KP4M
A& Hardness ~30HRc 40 ~ 45HRc
TAP v/C FZ v/C FZ v/C FZ v/C FZ
M3 0.02 ~0.03 0.01 ~0.015 0.01~0.015 0.005 ~ 0.01
M4 0.02~0.03 0.01 ~0.015 0.01 ~0.015 0.005 ~0.01
M5 0.02~0.03 0.01~0.015 0.01~0.015 0.005 ~ 0.01
M6 0.03~0.04 0.015~0.02 0.015~0.02 0.01~0.015
120~250 70 ~ 80 60 ~70 45~ 55
M8 0.03~0.04 0.015 ~ 0.02 0.015~0.02 0.01~0.015
M10 0.04~0.05 0.015~0.02 0.015~0.02 0.015~0.02
M12 0.04~0.05 0.015~0.02 0.015~0.02 0.015~0.02
M16~M23 0.05 ~ 0.07 0.025 ~ 0.03 0.025 ~ 0.03 0.015 ~0.02
L 5t . -
Ay ] eSS ALy ElEts B3
Work Material AL7075 Non-ferrous metal Work Material Titanium Alloys
TAP v/C FZ v/C FZ TAP v/C FZ
M3 0.03~0.04 0.03~0.04 MO0.8 ~ M1 0.005 ~ 0.01
M4 0.03~0.04 0.03~0.04 M1 ~ M2 20 ~ 60 0.005 ~0.01
M5 0.03~0.04 0.03~0.04 M 2.5 0.005~0.01
M6 200~250 0.04 ~0.05 250~300 0.04 ~ 0.05 M2.6 0.005 ~ 0.01
M8 0.04 ~0.05 0.04 ~0.05
M10 0.05 ~0.06 0.05~0.06
M12 0.06 ~ 0.07 0.06 ~0.07
M16 0.06 ~ 0.07 0.06 ~ 0.07
TjA AB[oI2AZ UBIRZZ / AArZ T283/aLg/a7 7%/ 382
Work&aterial Stainless steels Mild Steels / Free cutting steels St"“d“r7|(_;5rtaeyelc2/5 5?;?12” Steels Tool steels / Mold steels
SUS304 / SUS316 HP / SM SS/SC/FC SCM / HPM
4 Hardness ~200HB ~ 30HRc 30 ~ 40HRc
TAP v/C FZ v/C FZ V/C FZ v/C FZ
Tr8, Tr9 0.02~0.03 0.02~0.03 0.01 ~0.02 0.01~0.02
Tr10, Tr11 0.02~0.03 0.02 ~0.03 0.01 ~0.02 0.01 ~0.02
Tr12,Tr14 0.03~0.04 0.03~0.04 0.02~0.03 0.02~0.03
Tr12 0.03~0.04 0.03~0.04 0.02~0.03 0.02~0.03
70~ 80 60 ~70 50 ~ 60 40 ~ 50
Tr14, Tr22 0.03~0.04 0.03~0.04 0.02~0.03 0.02~0.03
Tr16, Tr18, Tr20 0.03 ~0.04 0.03~0.04 0.02~0.03 0.02~0.03
Tr22,Tr24,Tr26 0.03~0.04 0.03~0.04 0.02~0.03 0.02~0.03
+ DA0| E2 TS Y AES S gLt
- EYYAE Aot REES HAZ, 37 Y Al f1 (mm/tooth) 7|EC.2 LIAES OISTHH] 50% +20.2 H3 FHAIL.
o A7 EMZA2 A0 £R|0|B2 HIIZA| 7HS G, 7HS A, A T|A|of WEt 24HF QY S

o AN U, 9JE 39% SUE AR 2HLICY

Using shrink-fit chuck with great holding power is recommeded.

* When the tool approaches the work material, reduce the feed by 50%.

~
& JJdTooLs

Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.
Internal and external coolants are recommended for milling.
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TE’ é '—‘:’—JE ZI-'E Recommended Cutting Conditions

4MTM

I Y205 g AHQ13AZ #22/ Z2fE=Ed Ex2| / 1PEY
oA . Aluminum alloys Stainless steels Alloy Steels / Pre-hardened Steels Heat-treated steels / Hardened Steels
Work Material AL7075 SUS304 / SUS316 NAK80 / KP4M SKD11/SKD61
ZAE Hardness 40 ~ 45HRc 55 ~ 62HRc
TAP v/C Fz v/C Fz v/C Fz v/C Fz
M1 0.03~0.04 0.01 ~0.02 0.01~0.02 0.008 ~ 0.01
M2 0.03~0.04 0.01 ~0.02 0.01~0.02 0.008 ~ 0.01
M3 0.03~0.04 0.01~0.02 0.01~0.02 0.01~0.02
M4 0.04 ~0.05 0.02~0.03 0.01 ~0.02 0.01 ~0.02
M6 120~250 0.04~0.05 70~8 0.02~0.03 50-60 0.02 ~0.03 40~50 0.02~0.03
M8 0.05~0.06 0.03~0.04 0.02 ~0.03 0.02~0.03
M10 0.06 ~0.07 0.05~0.06 0.02 ~0.03 0.02~0.03
M12 0.06 ~ 0.07 0.05 ~0.06 0.03~0.04 0.03 ~0.04
. ¥z0)5 83 AB|oIAZ #32/ ZasEg axjz| | 23
oA . Aluminum alloys Stainless steels Alloy Steels / Pre-hardened Steels Heat-treated steels / Hardened Steels
Work Material AL7075 SUS304 /SUS316 NAK80 / KP4M SKD11 / SKD61
A& Hardness 40 ~ 45HRc 55 ~ 58HRc
TAP v/C Fz v/C Fz v/C Fz v/C Fz
1/16/28C 0.04 ~0.05 0.02~0.03 0.02 ~0.03 0.02~0.03
1/4/19C 5 0.05~0.06 . 0.03 ~0.04 5 0.02 ~0.03 5 0.02~0.03
1/2/14C 120~ 250 0.06 ~0.07 70-85 0.05~0.06 50-60 0.02 ~0.03 40~50 0.02~0.03
1'/11C 0.06 ~ 0.07 0.05~0.06 0.03~0.04 0.03~0.04
- X 2IFHELAZH G| - =
Ay HELELE ABjolR|AZ B a/HEBETE #3% / majse
Work Material Aluminum alloys Stainless steels /Gray cast rons Alloy Steels / Pre-hardened Steels
AL7075 SUS304 / SUS316 SS/SC/FC NAKS0 / KP4M
ZAE Hardness ~30HRc 40 ~ 45HRc
TAP v/C Fz v/C Fz v/C Fz v/C Fz
1/16/28C 0.03~0.04 0.02~0.03 0.01~0.02 0.01~0.02
1/4/19C - 0.03~0.04 5 0.02~0.03 . 0.01 ~0.02 N 0.01~0.02
1/2/14C 1207150 505~ 0.06 708 503~0.04 0765 h02~003 40~30 0.02~0.03
1"/11C 0.05~0.06 0.03~0.04 0.02 ~0.03 0.02 ~0.03

TR[0| B2 U H AIGS 2 BLICL
=

B S 2ot RSES 42, 37 Y Al f1(mm/tooth) 71222 LIAZES O STHE| 50% &2 2 3] FHAIR.

o=
Y7\ EAZU2 AL £2|0|122, A IISAI TS BY, 7S

HAA U, R B/ SUE AES FAFLICL

-0

23, 38 7|0l w2t 227 2% S

=", o

Using shrink-fit chuck with great holding power is recommeded.
When the tool approaches the work material, reduce the feed by 50%.

Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

Internal and external coolants are recommended for milling.
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TE’ é '—‘:’—JE EI-E Recommended Cutting Conditions

4STM

e20lE = AE QI AZ =8/ Z2EED Exj2| / 13

DAY . Aluminum alloys Stainless steels Alloy Steels / Pre-hardened Steels Heat-treated steels / Hardened Steels
Work Material AL7075 SUS304 / SUS316 NAK80 / KP4M SKD11/ SKD61
ZAE Hardness 40 ~ 45HRc 55 ~ 62HRc
TAP v/C Fz V/C Fz V/C Fz v/C Fz
M1 ~m3 0.03~0.04 0.01 ~0.02 0.01~0.02 0.008 ~ 0.01
M4 0.03~0.04 0.01 ~0.02 0.01 ~0.02 0.008 ~ 0.01
M5 0.03~0.04 0.01~0.02 0.01~0.02 0.01~0.02
M6 0.04 ~0.05 0.02~0.03 0.01 ~0.02 0.01 ~0.02
M8 120~ 230 0.04 ~0.05 70~8 0.02~0.03 50~60 0.02 ~0.03 40~50 0.02~0.03
M10 0.05~0.06 0.03~0.04 0.02 ~0.03 0.02~0.03
M12 0.06 ~0.07 0.05~0.06 0.02 ~0.03 0.02~0.03
M16 ~ M20 0.06 ~0.07 0.05~0.06 0.03~0.04 0.03~0.04

4HTM/4LTM

e20lE = AE Q1AL =8/ Z2EEd E2j2| / 1d=

DAY . Aluminum alloys Stainless steels Alloy Steels / Pre-hardened Steels Heat-treated steels / Hardened Steels
Work Material AL7075 SUS304 / SUS316 NAK80 / KP4M SKD11 / SKD61
ZE Hardness ~ 30HRC 40 ~ 45HRC
TAP V/C FZ v/C FzZ v/C FzZ V/C Fz
M3 0.02~0.03 0.01~0.02 0.01~0.02 0.008 ~ 0.01
M4 0.02~0.03 0.01 ~0.02 0.01 ~0.02 0.008 ~ 0.01
M5 0.02~0.03 0.01 ~0.02 0.01~0.02 0.01~0.02
M6 0.03~0.04 0.02~0.03 0.01 ~0.02 0.01~0.02
M8 120~150 0.03~0.04 70-85 0.02~0.03 50~ 65 0.01~0.02 4050 0.02~0.03
M10 0.05~0.06 0.03~0.04 0.02 ~0.03 0.02 ~0.03
M12 0.05~0.06 0.03~0.04 0.02 ~0.03 0.02~0.03
M16 ~ M20 0.05~0.06 0.03~0.04 0.02 ~0.03 0.02~0.03
e 205 e AHQ13AZ ey o= Ex2| / 1PEY
DAY ) Aluminum alloys Stainless steels Alloy Steels / Pre-hardened Steels Heat-treated steels / Hardened Steels
Work Material AL7075 SUS304/ SUS316 NAK80 / KP4M SKD11/ SKD61
4E Hardness 40 ~ 45HRc 55 ~ 62HRc
TAP v/C FzZ v/C Fz v/C FzZ Vv/C FzZ
M3 0.03~0.04 0.01~0.02 0.01~0.02 0.008 ~ 0.01
M4 0.03~0.04 0.01 ~0.02 0.01 ~0.02 0.008 ~ 0.01
M5 0.03~0.04 0.01~0.02 0.01~0.02 0.01~0.02
M6 0.04 ~0.05 0.02~0.03 0.01 ~0.02 0.01~0.02
M8 120~ 150 0.04 ~0.05 70 ~85 0.02~0.03 50 ~ 65 0.02 ~0.03 40 ~ 55 0.02~0.03
M10 0.05~0.06 0.03~0.04 0.02 ~0.03 0.02~0.03
M12 0.06 ~0.07 0.05~0.06 0.02~0.03 0.02~0.03
M16 0.06 ~0.07 0.05~0.06 0.03~0.04 0.03~0.04
M20 0.06 ~0.07 0.05~0.06 0.03~0.04 0.03~0.04
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TE.I ’é '—‘1’—{ ZI-‘E Recommended Cutting Conditions

4BSTM

FRGY[HAZ/EZY

EI’-‘VH aRlE &3 ﬁ!’.ﬂ?_liﬂﬁ{; Structural steels / Carbon Steels 258/ nelsted
Work Material Aluminum alloys Stainless steels Gy i Alloy Steels / Pre-hardened Steels
AL7075 SUS304 / SUS316 SS/SC/FC NAK80 / KP4M
A& Hardness ~30HRc 40~45HRc
TAP V/C Fz V/C Fz V/C FZ v/C FzZ
1/16.28CBSPT 0.03~0.04 0.02~0.03 0.01 ~0.02 0.01~0.02
1/8/28CBSPT 0.03 ~0.04 0.02~0.03 0.01 ~0.02 0.01 ~0.02
1/4 .19CBSPT 120 ~ 150 0.05~0.06 70 ~ 85 0.03~0.04 50~ 65 0.02 ~0.03 40 ~ 50 0.02~0.03
3/8.19CBSPT 0.05~0.06 0.03~0.04 0.02 ~0.03 0.02~0.03
1/2(3/4).14CBSPT 0.05~0.06 0.03~0.04 0.02 ~0.03 0.02~0.03
1".11CBSPT 0.05~0.06 0.03~0.04 0.02 ~0.03 0.02 ~0.03

4NPTS

s
¥=0lE 2

AH[QIAZ

#3273/ Zas=y

Exj2| /13

oA . Aluminum alloys Stainless steels Alloy Steels / Pre-hardened Steels Heat-treated steels / Hardened Steels
Work Material AL7075 SUS304 / SUS316 NAK80 / KP4M SKD11 / SKD61
4 Hardness 40 ~ 45HRc 55 ~ 62HRc
TAP V/C FZ v/C Fz v/C FzZ V/C FZ
1/16/27C 0.04 ~0.05 0.02~0.03 0.02 ~0.03 0.02~0.03
1/4/18C 0.05~0.06 0.03~0.04 0.02 ~0.03 0.02~0.03
120~2 70 ~ = 40 ~
1/2/14C 0-250 0.06 ~0.07 0~85 0.05~0.06 SO 0.02 ~0.03 0-50 0.02~0.03
1"'/11.5C 0.06 ~ 0.07 0.05~0.06 0.03 ~ 0.04 0.03 ~0.04

4NPTM

FRGY[HAY/EZY

A e20)E HE Ag|QI3AZ 7283 §32 /[ Z2eER
Work ﬂMateriaI Aluminum aIons Stainless steels Str““”?g:;g/stci%ﬁg” Steels Alloy Steels / Pre-hardened Steels
AL7075 SUS304/SUS316 SS/SC/FC NAK80 / KP4M
A& Hardness ~30HRc 40 ~ 45HRc
TAP v/C 74 v/C FZ v/C FZ v/C FZ
1/16.27CNPT 0.03~0.04 0.02~0.03 0.01 ~0.02 0.01 ~0.02
1/8/27C NPT 0.03~0.04 0.02~0.03 0.01 ~0.02 0.01 ~0.02
1/4.18CNPT 120 ~ 150 0.05~0.06 70 ~ 85 0.03~0.04 50~85 0.02 ~0.03 40 ~ 50 0.02~0.03
3/8.18CNPT 0.05~0.06 0.03~0.04 0.02 ~0.03 0.02~0.03
1/2(3/4),14CNPT 0.05~0.06 0.03~0.04 0.02 ~0.03 0.02~0.03
Z'IAl'_ZL}l 7:||A|-.T'_A|
8]44=(N) : N=1000xV/nxD VAL OIS  F=fxZxN f :3HF0I5
m: 3.14(8F8) z:gd s
D: Z72% N4
o HMShE DAl et HY S5 HASHIAIR. (M| Z LIAL 7HS Al 33 0|4e| HAUS A ICt)
« LA A0 24 2 4 BYUS -T—’é*o}“)\li
o 2 SEAEIRIOA|ZES AFR A| LIAPFE 0]4 ECESINIeN
o 7 gEg HE FH S
« ST 2L Al 05 f(mm/tooth) & LHAZES O HH| 30% +2 2 2 HFFAA L.
o A7 HMZAZ D SYLCEL A 78 7k Ed, 7hS S, A8 7| Ao Wt 2AMY QUSLCE

Change the number of feeds according to the workpiece material.

(Three or more feeds are recommended for thread mill

ing of hardened steel.)

Modify the diameter correction value after measuring the gauge of screw plug.

When using the tool with long effective length, please reduce the speed of threading feed.

Shrink fit chuck is recommended.

During the approach of the tool to the workpiece, please reduce the feed F value (mm/tooth) to 30% of the feed for threading.

The above cutting condition is just for reference.

You may modify depending on the processing shape, purpose of processing, and the machine you use.

www.jjtools.co.kr



LIRS O 713 & 317 713 / AHE 2

LiAtel 3R 2 7|2

LiAte] £2 7|5 LEAMA 2t mE:
HE LIA o IS B 0205
O|E{ LEAF tht M 60 .
7h= LEA JISB 0207
&3 8 0[5 LA HE LIA} MJ 60 ° ISO 5855 JIS B 0206
HE LA UNC JISB 0208
- 7t LA UNF .
SLITO| LhA} = 60 ANSIB1.1
OF 7t= LA UNEF
S5 LIAL UNS
HE LIA} UNJC
_ . 7t LA UNJF
g 78 QA| LA 60 ° MIL-S-8879
T [
ceTre 01 7H= LAt UNJEF
E4 LEA UNJ
0| ZAl 248 0| LIAL NPT 60° ANSI/ASEM B1.20.1
B2 BO|H LEA} 0|24l Eato|4 28 H[O|H LEA NPTF ANSI B1.20.3
T4 28 H|O|T LA} PT(Rc) 55° JISB 0203
245t 112 WK
72 T LA} 71A 28 U8 ‘_é%, LA PF(G) 55 JISB 0202
U 8 28 Hl LA PS(Rp) JISB 0203
B AEQA LA HELAL BSW 55° BS 84
60°
N
P
ot |p
M, UNC, UNF, UNEF &=H
O/E{# 1ISO OJM| LEARA
DIN 13 & DIN ISO 965-1
D D4 D
21 2 o) | . 2l 2z 2 2 o % . C2l 2z
Di;meter Pitch min (mm) | max (mm) Drill Dia. (mm) Di;meter Pitch min (mm) | max (mm) Drill Dia. (mm)
1 0.25 0.729 0.785 0.75 6 0.5 5.459 5.599 5.5
1.1 0.25 0.829 0.885 0.85 6 0.75 5.188 5.378 5.25
1.2 0.25 0.929 0.985 0.95 6 1 4.917 5.153 5
1.4 0.3 1.075 1.142 1.1 7 0.5 6.459 6.599 6.5
1.6 0.35 1.221 1.321 1.25 7 0.75 6.188 6.378 6.25
1.7 0.35 1.321 1.421 1.35 7 1 5.917 6.153 6
1.8 0.35 1.421 1.521 1.45 8 0.5 7.459 7.599 7.5
2 0.25 1.729 1.785 1.75 8 0.75 7.188 7.378 7.25
2 0.4 1.567 1.679 1.6 8 1 6.917 7.153 7
2.2 0.25 1.929 1.985 1.95 8 1.25 6.647 6.912 6.8
2.2 0.45 1.713 1.838 1.75 9 0.75 8.188 8.378 8.25
2.3 0.25 2.029 2.085 2.05 9 1 7.917 8.153 8
2.3 0.4 1.813 1.938 1.85 9 1.25 7.647 7.912 7.8
2.5 0.35 2121 2.221 2.15 10 0.5 9.459 9.599 9.5
2.5 0.45 2.013 2.138 2.05 10 0.75 9.188 9.378 9.25
2.6 0.45 2.113 2.238 2.15 10 1 8.917 9.153 9
3 0.25 2.729 2.785 2.75 10 1.25 8.647 8.912 8.75
3 0.35 2.621 2.721 2.65 10 1.5 8.376 8.676 8.5
3 0.5 2.459 2.599 2.5 11 1 9.917 10.153 10
3.5 0.35 3.121 3.221 3.15 1 1.5 9.376 9.676 9.5
3.5 0.6 2.85 3.01 2.9 12 0.5 11.459 11.599 11.5
4 0.35 3.621 3.721 3.65 12 1 10.917 11.153 1M
4 0.5 3.459 3.599 3.5 12 1.25 10.647 10.912 10.75
4 0.7 3.242 3.422 3.3 12 1.5 10.376 10.676 10.5
4.5 0.5 3.959 4.099 4 12 1.75 10.106 10.441 10.2
4.5 0.75 3.688 3.878 3.7 13 1 11.917 12.153 12
5 0.35 4.621 4.721 4.65 14 0.75 13.188 13.378 13.2
5 0.5 4.459 4.599 4.5 14 1 12.917 13.153 13
5 0.75 4.188 4.378 4.2 14 1.25 12.647 12.912 12.75
5 0.8 4.134 4.334 4.2 14 1.5 12.376 12.676 12.5
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s - o
LiAF ofl] 7ts = A -E7ts [ AZE 28
O/ ISO OfM| LEARM
DIN 13 & DIN ISO 965-1
D D1 D D1
Al 74 2 Q C 2l A174 Al 74 2 q cC 2l A74

Di;m?ater ]l}llt?t! min (mm) | max (mm) Drml?ia?(rzm) Di;;m?eter E.lté! min (mm) | max (mm) Drml?ia?(rzm)
14 2 11.835 12.21 12 48 1.5 46.376 46.676 46.5
15 1 13.917 14.153 14 48 2 45.835 46.21 46
15 1.5 13.376 13.676 13.5 48 3 44.752 45.252 45
16 0.75 15.188 15.378 15.2 48 5 42.587 43.297 43
16 1 14.917 15.153 15 50 15 48.376 48.676 48.5
16 1.25 14.647 14.912 14.8 50 2 47.835 48.21 48
16 1.5 14.376 14.676 14.5 50 3 46.752 47.252 47
16 2 13.835 14.21 14 52 1.5 50.376 50.676 50.5
17 1 15.917 16.153 16 52 2 49.835 50.21 50
18 1 16.917 17.153 17 52 3 46.587 47.087 49
18 1.5 16.376 16.676 16.5 52 5 46.587 47.297 47
18 2 15.835 16.21 16 56 1.5 54.376 54.676 54.5
18 2.5 15.294 15.744 15.5 56 2 53.835 54.21 54
20 1 18.917 19.153 19 56 3 52.752 53.252 53
20 1.5 18.376 18.676 18.5 56 5.5 50.046 50.796 50.5
20 2 17.835 18.21 18 58 1.5 56.376 56.676 56.5
20 2.5 17.294 17.744 17.5 60 1.5 58.376 58.676 58.5
22 1 20.917 21.153 21 60 2 57.835 58.21 58
22 1.5 20.376 20.676 205 60 3 56.752 57.252 57
22 2 19.835 20.21 20 60 5.5 54.046 54.796 54.5
22 25 19.294 19.744 19.5 64 6 57.505 58.305 58
24 1.5 22.376 22.676 225 68 6 62.505 62.305 62
24 2 21.835 22.21 22
24 3 20.752 21.252 21
25 1 2917 | 23153 23 U N ASME B1.10f T+E
25 1.5 23.376 23.676 235 28 LA
26 1.5 24.376 24.676 24.5 D D,
27 1 25.917 26.153 26 g : e
27 15 25.376 25.676 25.5 Diameter min (mm) | max (mm) | 5 2rseTo
27 2 24.835 25.21 25
27 3 23.752 24.252 24 1-64 UNC 1.425 1.582 1.55
28 1.5 26.376 26.676 26.5 2-56 UNC 1.694 1.872 1.85
28 2 25.835 26.21 26 3-48 UNC 1.941 2.146 2.10
30 1 28.917 29.153 29 4-40 UNC 2.156 2.385 2.35
30 1.5 28.376 28.676 285 5-40 UNC 2.487 2.697 2.65
30 2 27.835 28.21 28 6-32 UNC 2.642 2.896 2.85
30 35 26.211 26.771 26.5 8-32 UNC 3.302 3.531 3.50
32 1.5 30.376 30.676 305 10-24 UNC 3.683 3.962 3.90
32 2 29.835 30.21 30 12-24 UNC 4.343 4.597 4.50
33 1.5 31.376 31.676 31.5 1/4-20 UNC 4.976 5.268 5.10
33 2 30.835 31.21 31 5/16-18 UNC 6.411 6.734 6.60
33 3.5 29.211 29.771 29.5 3/8-16 UNC 7.805 8.164 8.00
34 15 32.376 32.676 325 7/16-14 UNC 9.149 9.550 9.40
35 1.5 33.376 33.676 335 1/2-13 UNC 10.584 11.013 10.80
36 1.5 34.376 34.676 34.5 9/16-12 UNC 11.996 12.456 12.20
36 2 33.835 34.21 34 5/8-11 UNC 13.376 13.868 13.50
36 3 32.752 33.252 33 3/4-10 UNC 16.299 16.833 16.50
36 4 31.67 32.27 32 7/8-9 UNC 19.169 19.748 19.50
38 1.5 36.376 36.676 365 1-8 UNC 21.963 22.598 22.25
39 1.5 37.376 37.676 375 11/8-7 UNC 24.648 25.348 25.00
39 2 36.835 37.21 37 11/4-7 UNC 27.823 28.524 28.00
39 3 35.752 36.252 36 11/2-6 UNC 33.518 34.295 34.00
39 4 34.67 35.27 35 13/4-5UNC 38.951 39.814 39.50
40 1.5 38.376 38.676 38.5 2-4,5UNC 44.689 45.598 45.00
40 2 37.835 38.21 38
40 3 36.752 37.252 37
42 1.5 40.376 40.676 40.5
42 2 39.835 40.21 40
42 3 38.752 37.252 39
42 4.5 37.129 37.799 37.5
45 1.5 43.376 40.676 43.5
45 2 42.835 40.21 43
45 3 41.752 42.252 42
45 4.5 40.129 40.799 40.5
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Thread pre-machining hole diameter - Tapping / Thread milling
U
e LIAFAR O] 718 £ 217 - Ei7}E | AgjlE 9g

10 I~ ]
e UNEF

0-80 UNF 1.181 1.306 1.25 No.12-32 UNEF 4.826 4.623 4.70
1-72 UNF 1.473 1.613 1.55 1/4-32 UNEF 5.689 5.487 5.60
2-64 UNF 1.755 1.913 1.85 5/16-32 7.264 7.087 7.10
3-56 UNF 2.024 2.197 2.15 3/8-32 8.864 8.662 8.70
4-48 UNF 2.271 2.459 2.40 7/16-28 10.337 10.135 10.20
5-44 UNF 2.550 2.741 2.70 1/2-28 11.938 11.710 11.80
6-40 UNF 2.819 3.023 2.95 9/16-24 13.385 13.132 13.20
8-36 UNF 3.404 3.607 3.50 5/8-24 14.986 14.732 14.80
10-32 UNF 3.962 4.166 4.10 3/4-20 17.957 17.679 17.80
12-28 UNF 4.496 4.724 4.60 7/8-20 21.132 20.854 21.00
1/4-28 UNF 5.367 5.580 5.50 1-20 24.307 24.029 24.10

5/16-24 UNF 6.792 7.038 6.90 11/8-18 27.381 27.051 27.20
3/8-24 UNF 8.379 8.626 8.50 11/4-18 30.556 30.226 30.30

7/16-20 UNF 9.738 10.030 9.90 13/8-18 33.731 33.401 33.50
1/2-20 UNF 11.326 11.618 11.50 11/2-18 36.906 36.576 36.70

9/16-18 UNF 12.761 13.084 12.90 15/8-18 40.081 39.751 39.80
5/8-18 UNF 14.348 14.671 14.50

3/4-16 UNF 17.330 17.689 17.50

7/8-14 UNF 20.262 20.663 20.40
1-12 UNF 23.109 23.569 23.25

11/8-12 UNF 26.284 26.744 26.50

11/4-12 UNF 29.459 29.919 29.50

13/8-12 UNF 32.634 33.094 33.00

11/2-12 UNF 35.809 36.269 36.10

DIN 1SO 585501 MHE
HE LpARE

60° MJ3 0.5 2.513 2.653 2.6
N MJ4 0.7 3.318 3.498 3.4

B MJ5 0.8 4.221 4.421 43

MJ6 1 5.026 5.215 5.1

b MJ8 1.25 6.782 6.994 6.9

< o |p MJ10 1.5 8.539 8.779 8.7

MJ12 1.75 10.295 10.563 10.5

MJ, UNJC, UNJF =H MJ16 2 14.051 14.351 14.3

ASME B1.15 & 1SO 316101 2 ASME B1.15 & ISO 31610] w2
HE LIARL OlAl LEARSE

1-64 UNJC 1.467 1.570 1.50 0-80 UNJF 1.215 1.297 1.25
2-56 UNJC 1.742 1.860 1.80 1-72 UNJF 1.510 1.602 1.55
3-48 UNJC 1.999 2.137 2.05 2-64 UNJF 1.797 1.900 1.85
4-40 UNJC 2.226 2.391 2.30 3-56 UNJF 2.073 2.191 2.10
5-40 UNJC 2.556 2.721 2.65 4-48 UNJF 2.329 2.467 2.40
6-32 UNJC 2.732 2.938 2.80 5-44 UNJF 2.613 2.763 2.70
8-32 UNJC 3.393 3.599 3.50 6-40 UNJF 2.886 3.051 2.95
10-24 UNJC 3.795 4.064 3.90 8-36 UNJF 3.479 3.662 3.60
12-24 UNJC 4.455 4.704 4.60 10-32 UNJF 4.053 4.253 4.15
1/4-20 UNJC 5.113 5.387 5.20 12-28 UNJF 4.602 4.815 4.70
5/16-18 UNJC 6.563 6.833 6.70 1/4-28 UNJF 5.466 5.662 5.60
3/8-16 UNJC 7.978 8.255 8.10 5/16-24 UNJF 6.907 7.110 7.00
7/16-14 UNJC 9.344 9.637 9.50 3/8-24 UNJF 8.494 8.680 8.60
1/2-13 UNJC 10.796 11.093 10.90 7/16-20 UNJF 9.875 10.083 10.00
9/16-12 UNJC 12.226 12.480 12.30 1/2-20 UNJF 11.463 11.660 11.50
5/8-11UNJC 13.625 13.902 13.70 9/16-18 UNJF 12.913 13.123 13.00
3/4-10 UNJC 16.575 16.880 16.75 5/8-18 UNJF 14.500 14.702 14.50
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PS (R ) DIN EN10226-10fl (=
p Whitworth & LEAHA
D D,
Rl 7 q C2 A7
Di;miter min (mm) | max (mm) Drml?ia?(r‘:m)
PF(G), PS (Rp), BSW PS(Rp) 1/16-28 6.490 6.632 6.55
S(Rp) 1/8-28 8.495 8.637 8.60
PF (G) DIN EN ISO 22804 2 PS(Rp) 1/4-19 11.341 11.549 11.50
AL LIAFAL PS(Rp) 3/8-19 14.846 15.054 15.00
PS(Rp) 1/2-14 18.490 18.774 18.50
D D; PS(Rp) 5/8-14 20.446 20.73 20.50
21 7 ) cal 214 (Rp) 3/4-14 23.976 24.26 24.00
Diameter G0 (i) | BEEC) | 5 it ) PS(Ep) 1-11 30112 | 30472 30.25
PS(Rp) 1 1/4-1 38.773 39.133 39.00
PF(G) 1/16-28 6.561 6.843 6.80 PS(Rp) 1 /2— 44629 | 45.063 45.00
PF(G) 1/8-28 8.566 8.848 8.80 PS(Rp) 2-11 55,440 56874 6.50
PF(G) 1/4-19 11.445 11.890 11.80 PS(Rp) 2 1/2-1 72010 72 444 720
PF(G) 3/8-19 14.950 15.395 15.25 PS(Rp) 3- H 84.710 85142 85 00
PF(G) 1/2-14 18.632 19.173 19.00
PF(G) 5/8-14 20.588 21.129 21.00
PF(G) 3/4-14 24.118 24.659 24.50
PF(G) 7/8-14 27.878 28.419 28.25
PF(G) 1-11 30.292 30.932 30.75 - -
PF(G) 11/8-11 34.940 35.580 35.50 e ———
PF(G) 11/4-11 38.953 39.593 39.50 | \
PF(G) 13/8-11 41.366 42.006 41.90 } tamin. :
PF(G) 11/2-11 44.846 45.486 45.25 } PN
PF(G) 13/4-11 50.789 51.429 51.00 ‘ -
PF(G) 2-11 56.657 57.297 57.00
PF(G) 2 1/4-11 62.753 63.393 63.00 NPT, NPTF EH
PF(G) 21/2-11 72.227 72.867 72.60 .
PF(G) 3-11 84.927 85.567 35.00 N P alsoms ?11 go 100 TE 28 BF LiAtdt
B SW BS 840j k2 P
Whitworth LEAMM 43 D1 D2 D3 T
D, Diameter
D;; 2 min (mm) | max (mm) | . S 42 1/16-27 NPT 6.150 5.950 6.39 10.7
iameter Drill Dia. (mm) 1/8-27 NPT 8.400 8.310 8.74 10.8
1/4-18 NPT 11.100 10.730 11.36 15.6
;;;g:ig 1%? 1;?1 1; 3/8-18 NPT 14.300 14.150 14.80 16.0
a0 60 S50 o 1/2-14 NPT 17.900 17.470 18.32 20.8
513032 o) 13 B 3/4-14 NPT 23.300 | 22.790 23.67 21.3
2164 07 ST Y -11 4 NPT 29.000 | 28.640 29.69 25.6
23224 201 T e 11/4-11 1% NPT 37.700 3.370 38.45 26.1
1420 Ve Cee : 11/2-11 % NPT 43.700 | 43.440 44.52 26.1
Si6-18 et coor s 2-11 4 NPT 55.600 55.450 56.56 26.5
T 903 088 7 21/2-8 NPT 66.300 | 66.140 67.62 36.3
3-8 NPT 82.300 | 81.900 83.52 38.5
7/16-14 8.79 9.33 9.2
1/2-12 9.989 10.59 10.5
9/16-12 11.577 12.178 12 N PT ASME B1.20.30]| I}2 O] = 28 B LIAMM,
5/8-11 12.919 13.558 134 Ello|m 1:16
3/4-10 15.798 16.484 16.4 D
7/8-9 18.612 19.354 19.25 o
1-8 21.335 22.148 22 Diameter D1 D2 D3 T
1/8-7 23.929 24.833 24.75
1/4-7 27.104 28.008 27.5 1/16-27 NPTF 6.1 5.97 6.41 103
13/8-6 29.505 30.529 30 1/8-27 NPTF 8.4 8.33 8.77 10.3
1/2-6 32.68 33.704 33.5 1/4-18 NPTF 11.0 10.77 11.40 15.0
15/8-5 34.771 35.965 35.5 3/8-18 NPTF 14.5 14.19 14.84 15.3
13/4-5 37.946 39.14 39 1/2-14 NPTF 175 17.48 18.33 19.9
17/8-4.5 40.398 41.705 4.5 3/4-14 NPTF 23.0 22.84 23.72 20.4
2-41/2 43.573 44.88 44.5 1-111/2 NPTF 29.0 28.62 29.76 24.5
21/4-4 49.02 50.468 50 11/4-11 )4 NPTF 37.5 37.44 38.52 25.0
21/2-4 55.37 56.818 56 11/2-11 4% NPTF 43.5 43.50 44.59 25.0
-11 )5 NPTF 56.0 55.51 56.62 25.4
21/2-8 NPTF 66.0 66.03 67.71 38.0
3-8 NPTF 82.0 81.80 83.62 40.0
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Precautions When Using Tools

- Wear safety equipment such as protective eyewear to prevent the risk of injury in case
the tool breaks during use.

- Do not use the tool for purposes other than its intended use, or install it on equipment that
is not designed for it. Do not grind or modify it arbitrarily.

- To prevent damage to the cutting edge, it is recommended to use non-contact measurements
whenever possible.

- Ensure proper attachment of the tool before use.

- Sparks may be generated due to high heat during use.

- Eliminate potential fire or explosion hazards before using.

- Before and after use, always check the dimensions of the tool and the workpiece.

- Discontinue use if the tool is worn or damaged.

- If abnormal vibration or noise occurs, stop the system and identify and eliminate the cause of
the vibration or noise.
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