ALy RZILYYU—X

Thread Mill

BEERAEAGERLY RV
AT-2;:E1l

Thread Mill with End-cutting Edge
for High-hardness Steels

' FHARIIEF/EEREAL YR
ThreadPro AT-2 R-SPECiE ]

High-efficiency Thread Mill with End-cutting
Edge for Non-ferrous Materials
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REIM B TERER P4

Tool Selection Guide by Work Materials

AEZIBER YA T\ FOTS52vbHvy) DTEREFEICDLT P31

How to choose HYPRO-P (Indexable Thread Mill)

HY-PROP RUY A XFITEEER P33

Tool Selection Guide by Screw Size

INDEX

VUYRI AL

Solid Type

9vULikUa—vay
ALYRIEIL
One Pass Thread Mill

WH-VM-PNC

IVERUA
TSRyNAvE

for Small Diameter

WX-PNC

FEHMHAES T
TSRYNIYS

for Nonferrous Metal and
Heat-Resistant Alloy

IR TS5RYNDYE
for HSS

m>—% P.69
Cutting Data
YR—~Y—Ib P83
Support Tool

AT-2
SEEMARNGE
ALYRI)L

Thread Mill with
End-cutting Edge for
High-hardness Steels

WX-ST-PNC
AF—IVA
TSrvbAvy

for Steels

OT-SFT-PNGT

HEEN A

ANA3S) TS5RYbAYE
for General Purpose,

Solid Carbide

Spiral-Fluted Type

DR-PNAC

aNTA
A—=N\—=TS5ybhvs
Super-Planet Cutter for
Multifunction Milling

QE&%M?E%&%PEC /

ALYRI)L

High-efficiency Thread Mill with
End-cutting Edge for
Non-ferrous Materials

WXO-ST-PNC

AF— VARG E
TSRy E

for Steels with Internal
Coolant Supply

OT-PNGT

EIENA TS5y hysy
for General Purpose,
Solid Carbide Type

DR-O-PNAC

ESINIHA R fdE
A=I\—=TSRybHvH
Super-Planet Cutter for
Multifunction Milling with
Internal Coolant Supply
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Indexable Thread Mill

HY-PRO P HY-PRO P

Sy s NAT0O TSRy hyy TILFRA Vb
{-I}(‘I{’Rjol:ll auﬁﬁ;:th 7 ety HY-PRO P Multi-Point e
K7 54T TMSH
TMCiRILS TMLCKRILS Bore Type TMSH
1A RES(T 1WR-0vI5147 \
1 insert-standard type 1insert-long type
TMC Holder TMLC Holder

P 41 2019F10AKDIERRT « DEHNEEICIEDE Y
.

The color of the tool body will change sequentially from October 2019

TM2GCikILS TMNCHILY HY' P RO P

2N -FHERY 1T 1 A-ERT—/\RLA N0 ISrvkhyy
2 inserts-high efficiency type 1 insert-for taper pipe threads SUHIRA IR

TM2C Holder ’ TMNC Holder ! HY-PRO P Single Point
M.h e ARU—bov o
v = Straight Shank
P43

2019F10A KDIRRKT 1 DEHNEBICIEDE T

The color of the tool body will change sequentially from October 2019

HY-PRO P

N TO TSRybhyy IVT)iRk1 Uk
HY-PRO P Single Point

RP51T
Bore Type

YiR—~Y—Ib

Supporting Tools

DCT75

ALyRS)VA ERHIEY—IL

Diameter Correction Tool

“ pcT

ALyRZIVA BFEIEY—IV

Diameter Correction Tool




Z I/ “J F E ,l/E -U- 7|-:_ h g- 6 3 D (D “J _JIJ 3 Supportive Tools for Your Thread Milling Needs

ALYy RZIVA NCTOOISL
ZEMIEY—Ib {ERLY T+

ThreadPro

Thread Milling NC Code
Thread Mills Generator Software

P84))

TREFEMIEE
(BE(E)
RPRG

Reference value of tool radius offset

P83 ))

3DDY—=)VT

EXHY D B D HIGEL. D0 T8 R 0D Hll iRk
TESHORELZRRELET

Reduce setup, machining time, and achieve stable tool life with 3 supportive tools.
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One Pass Thread Mill

1/ DE-TY T v

BINZBALET DT E T KD CAMITAN ) AT AE(C!
MLEEZHIRLES

Evolution from conventional 2-pass cutting to 1-pass cutting by preventing bending, thus reducing cutting time

FONHNE
AFDE
FEFY—RE
[PAT. in Japan]

Unequal spacing /
variable lead flute
Reduces vibration

BN
ARERUNTE
[PAT. in Japan]

Right-hand cut and
left-hand helix geometry
Prevents bending

TINA(OvL

fERB(ERLN)

Conventional Thread Mill (Right Hand Helix)

AT-1(ERUN)
Left Hand Helix

I. N\ g I,--i
D ORI SN AAED. HFENSIITHRED.
BENOAEWVIITH EI8E BNHFEE

Starts cutting from the tip
— Big deflection

Starts cutting from the shank side
— Reduced deflection

(Q'j b hﬁﬁ) Climb milling recommended

L) LAI e
1SaafZIEDTRRUPNL! ... cceremimmesins

. Cutting in 1-Pass!

B - CAK
EgiAsd1—F 1V
EgiAs Coating

Exceptional wear
resistance and toughness

BULMEFREE AN

4 ke
Bl TFEESE
Ultra-Fine Grain Carbide

High wear resistance and toughness

YA
Size ®19.7%X54 P3 6F
ol
Work Material sus304
YIRLERE ; .
Cutting Speed | 40m/min (646min-")
Ee'a i 14mm/min (0.02mm/t)

AT-1 (1/8R) fiERm(2/CR) HRLYAZ M24x3

1-pass Conventional Thread Mill 2-pass Internal Thread Size

RQLITRS
Tappi:lg Leng‘t-r-\ 45mm
L KAEEIETA
Coolant Water-Soluble
fEFt B’Rvy=vJtE0%5 (BT40)
Machine Horizontal Machining Center

. 7—7®E¥E|CDL\-C Guide for Icons
*Z E Tool Materials

nbn% Helix Angle *"J-\"‘Ja Shank

v BORUNAZ Vv VIOREE
HEESE JNILBINAR N\ hd
CARBIDE . HSS-Co  Copatriss ~13° ZORULET KRLET
RS obalt ~13 Hel'ix\angle of flute for thread mill hé ToI;ra\nce for shank Diameter
n iﬁm& Surface Treatment
AL—R3d—b WXa—F+4J FXa—5«12J
| . | — )= | t i . A _ )
s (BTEI—FvY) = Al Wy (TAINFI—5 %) B (TANKOEASEI-5(vY)
Smooth Coating WX (TiAIN) Coating FX (composite multi-layered TIAIN) Coating
=y T = s [ = oy o = s DLC-IGUSS
TINO—F VY TICNO—F 4V J A—IFRAA=FT 4V Fa—0ObAd—F4VY A—F s
TiN TN Coating TiCN  TicN Coating EgiAs  EgiAs Coating DUROREY  DUROREY Coating DICIGUSS = . IGjl;SS Coating

8



'J‘Jl/:‘RU A= 3VADY RE D onersssmhresani

Vi
AT-1 f
Ve
Type1 3 Type 2 [ ;.‘
B3 73
bbb did
p—— 8 = — 1 8L !
APMX
LU APMX
LF LF
!
= PPl
giAs 9~13 hé P57
IQLW)EﬁE ‘M B{iI:mm Unit:mm
Y—JUNo. | SR/IVIITHE : R =R AR BFMR | Y7V B | WIRYAT | EE | RS
EDP No. Min. Processing Dia. DC LF APMX LU DCON Flutes Type Stock (Yen)
8331000 0.75 13.5 @ 35,000
8331001 M6 1 45 75 14 16 6 4 ! @ | 35,000
8331002 0.5 17 @ | 35,000
8331003 M 8 1 5.7 75 18 = 6 4 2 @ 35,000
8331004 1.25 18.75 @ 35,000
8331005 1 22 @ 39,600
8331006 M10 1.25 7.7 85 22.5 — 8 4 2 @ 39,600
8331007 1.5 24 @ 39,600
8331008 1 26 @ | 44,500
8331009 1.25 27.5 @ | 44,500
8331010 w12 1.5 o7 100 27 B 10 > 2 @] 44,500
8331011 1.75 28 @ | 44,500
8331012 0.5 29 B @ 65,500
8331013 0.75 11.7 120 30 - 12 2 @ 65,500
8331014 M14 1 5 @ 65,500
8331015 1.5 10.7 315 34.5 1 @ 65,500
8331016 2 9.7 100 32 — 10 2 @ | 44,500
8331017 1 34 @ 79200
13.7 1 1 1
8331018 M16 1.5 3 35 36 39 6 5 @ 79,200
8331019 2 11.7 120 = 12 2 @ 65,500
8331020 M18 25 11.7 120 42.5 — 12 5 2 @ 65,500
8331021 1.5 15.7 43.5 — 2 @ | 84,000
8331022 M20 2.5 13.7 135 45 50 16 > 1 @ 79200
8331023 1.5 51 @ | 95,800
8331024 M24 2 19.7 150 52 - 20 6 2 @ | 95,800
8331025 3 54 @ 95,800
@ =1Z#EER @=Standard stock item
< AT-1 (M) [Z$HRUINTERTY, - AT-1 (M) is only for milling internal threads.
- ThreadPro®J/\R &1 T ([ RILFIED | ZZIRTE L, - Please select "stairs" for the path type in ThreadPro.
%Eﬁ’\ﬂ_y Page References
oy DHRGEER B ERER LS BRI ATBEA 5 — b
i) BE~—UERTLET Holder e s e s IN B e
PoO Indicates page no. for g2 Indicates page no. for attachable “ = Indicates page no. for attachable
recommended conditions. holders. inserts.
@ MIHRUEE medmpe
= "= K
— = for External Thread

for Internal Thread

TS5y by IBLUEQGIAs. AA—RATI— MIFA—IRI—HABMDERBEIETI . Planet Cutter, EgiAs and Smooth Coating are registered trademarks of OSG Corporation.
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ijl/;r‘\‘u J_:J 3 yZU‘y FE}I] One Pass Thread Mill

AT-1

Type1 z Type 2 g
@ 8 8
———— g et 1 —F 1}
APMX
LU APMX
LF LF |
—
—_ AN I
CARBIDE gips  9~13' hg  psy
DU‘DE%E :U-UNJ B{I:mm Unit:mm
Y—JUNo. | RAVIITE | 1L Mz 2R AR BFR | YvVIR | BYE  |ERI«T | BEE | BREME
EDP No. Min. Processing Dia DC LF APMX LU DCON Flutes Type Stock (Yen)
8331026 20 15.24 17.7 ® 35900
1 .
8331027 /s 28 4.3 75 15.42 17.2 6 4 ! ®| 35900
8331028 18 19.75 ®| 35,900
8331029 %6 24 5.7 75 19.04 — 6 4 2 ®| 35,900
8331030 32 17.47 @ | 35,900
8331031 16 22.23 254 ® 35900
8331032 3/8 24 6.7 85 22.22 243 8 4 1 ® 35900
8331033 32 20.64 22.2 ® 35,900
8331034 14 27.21 ®| 35,900
7 _ ’
8331035 e 20 77 8 25.40 8 4 2 @ | 35,900
8331036 13 29.31 33.2 ® 40,900
8331037 1 20 8.7 100 27.94 304 10 5 1 B ® 40,900
8331038 28 28.12 299 ® 40,900
8331039 12 33.87 @ | 40,900
9 _ ,
8331040 A 18 7 100 3245 10 > 2 ® | 40,900
8331041 11 36.94 41.5 ® 67,500
8331042 5/8 18 10.7 120 35.28 38.1 12 5 1 ® 67,500
8331043 24 34.91 37 ® 67,500
8331044 10 43.18 ® | 67,500
3 _ v
8331045 /a 16 1.7 120 41.29 12 > 2 @ 67,500
8331046 9 50.80 56.4 @® 388,900
7 U
8331047 /e 14 137 135 48.98 52.6 16 > ! @®| 88,900
8331048 8 57.15 63.5 @ | 106,000
1 R
8331049 20 18.7 150 53.34 55.8 20 6 ! @ | 106,000
O =1ZH#EER @=Standard stock item
< AT-1 (U- UN)) [Z$HRUINTERTY, -+ AT-1 (U- UN)J) is only for milling internal threads.
« PAIAVDEHRBEFP.5S~6ZTE T, - See p.5 ~6 for explanation of icons.
- ThreadProD/\Z &1 F(F[RILFED] ZFIRTEW, - Please select "stairs" for the path type in ThreadPro.
CcChLL! . — — ol — e
Key Point le‘y :)bl*%ﬁT—/\nbo)ﬂuIlgﬂiﬁ-&?

Thread mills are ideal for machining tapered pipe threads

BRANYITI—IHBL . EHEHRLD,
MEEOFVERELFRUMIA a5
High-precision threading can be achieved with no stop marks
and high roundness

AbyIw—0

Stop Marks

& vIICLBDMT ALy RIIICEKDINT

Processing by tap Processing by thread mill

s




ijl/;r:u J_:J 3 yZl/‘y FE,I] One Pass Thread Mill

AT-1

Type 1

R
T —

' | bcon

oIf el

prYyrr Ry & APMX
I m E LF | LF
1

n
e
=

<

°
o

v
U
P4
[
4
1
7

SPEED
FEED

913" h6 | ps7

mm AN KM
Egiis

R_UDES : R (PT) * Rc (PT)

B{i:mm Unit:mm

Y—JUNo. |BRNTIY/X| I1LE SHE 2R IR BMR | YvYOR| BY  |BRYAT| EE | REMmE
EDP No. of T Dia TPI DC LF APMX LU DCON Flutes Type Stock (Yen)
8331075 Yae - Vs 28 5.67 60 9.1 6 4 @ 38,600
8331076 Vs 28 7.67 60 9.1 8 4 @ 43,400
8331077 Va3 19 9.67 75 14.7 10 5 @ 48,700
8331078 s 19 11.67 85 14.7 - 12 5 4 B /@ 50600
8331079 V234 14 11.67 85 20 12 5 @® 71,400
8331080 3/a 14 15.67 95 20 16 5 @® | 106,000
8331081 1~2 11 19.67 105 27.7 20 6 @ 119,000

O =1Z47TER @=Standard stock item
« PAIAVDEHRBEFP.5S~6ZCE T, - See p.5 ~6 for explanation of icons.
- ThreadProD/\Z &1 F(F[RILFED] ZFIRTEW, - Please select "stairs" for the path type in ThreadPro.

RLUDESE : Rp (PS) - G (PF) #fi:mm  Unit:mm
Y—JUNo. |BRNIY/AX| L% SHE R IR BTR |YvYof| BY |BRY(T| 7E | REmE
EDP No. Range of Thread Size Dia. TPI DC LF APMX LU DCON Flutes Type Stock (Yen)
8331082 Ve 28 5.67 60 11.8 6 4 @ 35000
8331083 Vs 28 7.67 65 14.5 8 4 ® 39300
8331084 Va-3/s 19 9.67 80 20.1 10 5 ® 41,500
8331085 s 19 11.67 100 254 - 12 5 2 B @ 43400
8331086 | 2~7/s 14 11.67 100 327 12 5 @ 65000
8331087 3a*7/s 14 15.67 115 39.9 16 5 ® 386,400
8331088 1~2 11 19.67 130 50.8 20 6 @ 113,000

O =1F47TER @=Standard stock item
- PAAVDHBAGRP.S~6ZE T, - See p.5 ~6 for explanation of icons.
- ThreadPro@/\R &4 FE[RILFiED ] ZZIR T, - Please select "stairs" for the path type in ThreadPro.

DU@E%E NPT Bfii:mm Unit:mm
Y—JUNo. |BEAMIYAZ SHE R b3} 3 BTR | YvYoR| BE |BRI(T| 7E | RS
EDP No. Range of Thread Size Dia DC LF APMX LU DCON Flutes Type Stock (Yen)
8331089 Yae + Vs 27 5.67 60 10.35 6 4 @ 38,600
8331090 Vs 27 7.67 60 10.35 8 4 ® 38,600
8331091 Va -3/ 18 9.67 75 15.52 - 10 5 4 5 @ 48,700
8331092 s 18 11.67 85 15.52 12 5 ® 76,000
8331093 V234 14 15.67 95 19.96 16 5 @ 90,700
8331094 1~2 11> 18.72 105 243 28.7 20 6 3 @ 119,000

@ =1ZH#EER @=Standard stock item
- See p.5 ~6 for explanation of icons.
- Please select "stairs" for the path type in ThreadPro.

&

« PAIVOFHRBEFP.S~6ETE T,
- ThreadPro@/\R A FE[RILFiED ] ZZIR TN,
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IE EE&WH ,Eﬂ 1# e Z D J h —y ) b Thread mill with end-cutting edge for high-hardness steels

ANUAI

AT-

.

Left-hand cut

5 = D
OV hy NCREM
Long tool life is achieved by climb milling
HENDHEMEEE TTERATE,

Spindle rotation must be counterclockwise
due to the left-hand cut configuration.

g |F ©RUYID EEFANT!

Helical drilling + threading can be done simultaneously!

DUROREY
d—F4 Y

DUROREY coating

=EE#E D
EHAHI—FT1VT

Innovative new coating for

high-hardness steel

_ARNE

[PAT. in Japan]

Special cutting edge shape

TEofNziH

Bending of the tool can be controlled

e M L

Roughing teeth

RHAZMIFDETEEZEDE

Roughing teeth are added to distribute the load

TFHRARIYIDLFRS T ILOFEWNWRENML

No pre-drilled hole is required! Stable machining without chip trouble

DUROREY[EF—IRI—MABHDEREIR T,
DUROREY is a registered trademark of OSG Corporation

ANUAILNSBIF
Helical drilling

2-o0mI%

1AE7T!

Achieves 2 processes
with 1 tool!

ALy ERIILN RK—b3D3D0DY—=I

3 Supportive Tools for Your Thread Milling Needs

ONCOOISLIERRY 7 hThreadPro

Thread Milling NC Code Generator Software

Web ik ThreadProhtUU—X s« AT-21& Web iRD 335

Web version of ThreadPro is now available AT-2is supported by Web version only

fHIEER Z B

Reduces correction works

TEEMZRE

Stabilizes tool life

TJOJSLZEGEICIER

Creates programs easily

@I R¥EHIEME RPRG

Reference value of tool radius offset

OFEMIEY—IL DCT

Diameter Correction Tool

SEHAIEP.85 ~

Please refer to p. 85 for details.
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EHEEOSERRINLZ LIERUTHEIRL!

Save resources by consolidating the process of highly difficult high-hardness steel machining!

ANUAIRSBIF+RUHID ORI TEERE#EMIOY X %Z &R,
TEENIEEZMOHIRICDEH b EEIREIC

BELE T,

Helical drilling + threading can be done simultaneously, which reduces the risk of potential machining problems in the processing of high-hardness steels.
Process consolidation leads to the reduction of waste and contributes to resource conservation.

RUILOH YT

Drill Tap

AT-2

I& 2

Process

Ifz 1

Plo(ess

Yy TRIFITRELTRORUILINTIS
FRICHULKAREINITERLD -

Not only is threading a challenge, the prior process of drilling
is also difficult, making this an uncomfortable procedure...

I#E1
Process

AT 238D < F S TIVTDRFEITIE
DEHDEVNcHRD LTI ITETEE

With the AT-2, sudden breakage due to chip trouble is
reduced, enabling operators to work at ease

AT2[FID < FZ MM < DBIL. AL—RICHFHT DT ET, REITIBOUR I ZEBUE T,

FTle. TRAEDfeH. TEENEHTIRU R I DElE Z AT 5k

The risk of sudden tool breakage can be minimized by breaking chips

[CLET,

into small and manageable pieces and evacuating them smoothly.

Since no pre-drilled hole is required, process integration and the risk of breakage can be avoided.

. g‘yj ttb EE ch.E% ap CE!&U@ lJﬂﬂ1_l. Long and stable tool life with higher thread quality compared to cutting taps

g

REEHABE/ N\ R yT e
F?IE AT-2 $6.2X16 P1.25 C?bide hand tap for high-hardness steels VAN & Number of Holes
°° M8x1.25 3P 0 50 100 150 200
%?'E*Mzaterial SKD11(60HRC) ##H1E Correction ##IE Correction
PIEhRE 45m/min 2m/min fres o =~
Citing Speed (2,310min") (80min") AT-2 7on Ay 2087%
EDIRE 83mm/min . _
Feed (0.04mm/t) 100mm/min (R —
7N &L ©6.8X23.5mm(LLD) Carbide I;nd ta;for 657X Holes C$ping
Drill Hole Size None Blind high-hardness steels
BrLYLL M8x1.25
nremel Tead e DM BT A OV TIEP.69ZTE FE L,
RUITEE 16mm(2D) % Please refer to p. 69 for evaluation method of cutting test.
Threading Length
EIH3HE Ir77o— oK H
Coolant Air blow Non-water-soluble -
ER WYy =UJty 5 (BT40) | IRV =2t 0% (BTA0) ‘*\\
Machine Horizontal Machining Center Vertical Machinig Center

mEEHNLICE

DUROREY coating enables superior heat resistance and high toughness optimized for high-hardness steel milling!

Bk E N I-BmEsE - 5 CAMDODUROREYI—F ¢ V5

ﬂmﬁl Super Heat Resistanr Layer
SICERDBMAME L ERMBEICLDIREFRL. BEEI.
EUAES KU EERL

Smoothening of surface, high toughness and adhesion resistance due to the
SiC containing ultra-heat-resistance material and crystal miniaturization

EW%E f/]ﬁgq*!,a*ﬁﬁ Ultra-Fine Periodic Nano-Layered Structure
F/RBBEEMERBOBERBEICLOT. BRMHEL M EDNE

Crystal miniaturization and improvement of mechanical properties due to the
laminated structure of periodic nano-layer and wear-resistant layer

SICERDBMAESBMES/ ABREREICL DT,
BUMEBAMEMEREZELDD. BNECAMERELE T,

WE Eﬁﬁ Coating Structure

M FAE

Super Heat Resistant Layer AN

BT/ BREEES

Ultra-Fine Periodic Nano-Layered Structure

fERER(EE

Adhesion Strength Reinforcing Layer
-

=22

Base Metal

Super heat resistant layer and ultra-fine periodic nano-layered
structure provide superiortoughness while maintaining
high heat resistance and abrasion resistance.

BEEMILCEVWCEFvEYIZDHL. TEOREMIEZRRLE T, aAlso suppresses chipping even in high-hardness milling and achieves long tool life.

HReE HERIEE [ (GPa) | BYEBBIHIERE(C) | THEiE 1&H EEE MEEFENE | WA ChtE
Coating Color Coating Structure Hardness Oxidation Temperature Heat Resistance | Adhesion Strength | Surface Roughness| Wear Resistance | Welding Resistance Toughness
FIKE B/ BT
Black Gray Ultra-Fine Periodic Nano—fyered 4 1 ’300 * © O i\*’ © ©
(%) O—~O—Yc (FFTi)
Fair Best

&

n
e
=
=
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v
U
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%—Egmm EE 17]:&1 I/‘y FE}I] Thread mill with end-cutting edge for high-hardness steels

AT— 2 SHTVERL z
without Coolant Hole 8
BWRUITREE 20917 FE% ,,,,,,,, —T
Effective thread length 2 x D type o
a ‘&J t
F..zr — £ LF
.mﬁ.\ 4
A Left-hand cut /vealt/rl:\g?l—ant Hole él
a
= e — |
% R T L) ol w
P58~P62 LF
nuoﬁﬁ M B{I:mm Unit:mm
¥—JLNo. I BANMTE e 2R | BABLICRE | B R (YvYIoR| BH | BN | EE | FE@HE
EDP No. Thread Size Max. Processing Dia. DC LF Maximum threading length LU DCON Flutes Oil Hole Stock (Yen)
8331200 M 3X0.5 4.2 24 50 6 7.2 6 4 - @ | 10,400
8331201 M 4X0.7 53 3.1 50 8 9.7 6 4 = @® | 10,600
8331202 M 5X0.8 7 4 50 10 12 6 4 - @ 11,100
8331203 M 6 X1 8 4.6 50 12 14.5 6 4 = B | @| 11,300
8331204 M 8X1.25 10.9 6.2 70 16 19.1 10 4 - ® | 17,500
8331205 M10 X1.5 13.2 7.5 70 20 23.7 10 4 Yes @ | 18,200
8331206 M12 X1.75 15.9 9 80 24 28.3 10 4 Yes @ | 19,500
8331240 M16 X2 21.1 11.7 100 32 37 12 4 Yes O | 37,500
8331241 M18 X2.5 25.1 14 135 36 42.2 16 4 Yes | D | O | 59,600
8331242 M20 X 2.5 28.5 15.7 135 40 46.2 16 4 Yes O | 59,600

O =1FXEEmR @=Standard stockitem O =#EFEFEBEREEZCHEE FEL.) O=Limited standard stock item

RUDIEE : U

B{i:mm Unit:mm

¥—JUNo. MTE RAMIZEY A 2R | BABLICRE | B TR (YvV08| B8 | BN | 7E | FEME
EDP No. Thread Size Max. Processing Dia. DC LF Maximum threading length LU DCON Flutes Oil Hole Stock (Yen)
8331246 |No. 8-32UNC 5.2 3.1 50 833 10.3 6 4 - O 17,300
8331247 |No.10-24UNC 6.1 3.7 70 9.65 12.2 6 4 = O | 19,300
8331248 Ya -20UNC 7.6 4.55 70 12.7 15.8 6 4 - O| 19,300
8331249 Ya - 28UNF 8 4.55 70 12.7 14.9 6 4 = D O| 17,900
8331250 %e - 18UNC 9.7 5.7 80 15.88 19.4 10 4 - O| 25,700
8331251 ¥ - 16UNC 11.6 6.7 80 19.05 23 10 4 = O | 25,700
8331252 76 - 14UNC 13.3 7.7 80 22.22 26.7 10 4 Yes O | 32,600
8331253 %2 -13UNC 16.2 9.2 80 254 30.2 10 4 Yes O | 32,600

EXNDIcHEMEEIR CTHERATEL,

- PA2VDFHAFp.5~6ZCETEL,

< AT-2(M- V) [F$HRUIMIEATY,

- ThreadProDJ/\A & A FI& [T ILiED ] ZFEIRTE0,

XINUAIIRGIFERUTID ZRFICI I I 558 DRAETT.
RANIRZBZDHRUTA X ZINLTIBERICIETIUNLZ
T2oTTFEL,

O = #ZHEBER(EEECHESE TEL.) O=Limited standard stock item

Spindle rotation must be counterclockwise due to the
left-hand cut configuration.

- See p.5 ~ 6 for explanation of icons.

- AT-2 (M- V) is only for milling internal threads.

- Please select "continuous" for the path type in ThreadPro.

*1 This is the maximum value when helical drilling and threading take place at the
same time. Please make a pre-drilled hole when machining an internal thread
size that exceeds the maximum processing diameter.

AT-2(, TEEBETERTSDOH?

Why is AT-2 used with left rotation?

A.

HICIFOTVET,

AT2[FEFADIH T, AT-2[ENUADILABIFIERUEIDABINIORS. RUOOTHS5RUECHE
HOTIIZLE T, TEORGMILICEMNEIVYHY FCHRUDIMIZ{TS5HIC, INAEE

AT-2 employs a left-hand cut configuration. It enables helical drilling and threading simultaneously, where processing is
performed from the opening to the bottom of the hole. The left-hand cut configuration is used because right-hand threads
are machined by down milling, which is effective for extending tool life, so it must be used with counterclockwise rotation.

s




EEE&M%EE 171:&1 l/‘y FE}I/ Thread mill with end-cutting edge for high-hardness steels

Vi
- SHIUER
AT 2 vﬁt/h\outléoolant Hole § U
N o = ve
MR UITRE2.5D5 17 ) — 47 4
Effective thread length 2.5 x D type <
3 53
el L w «
™ yd - LF o
rr——— P
- e shyoidE
EF Left-hand cut \,Et/h\golant Hole %
o
a
— i e e TR PPN HETIPREPC I PRSI | R
— SPEED OF
3 CARBIDE m— NI FEED e LU
DUROREY ~ h6  psg.pe
LF
nuwﬁﬁ M B{I:mm Unit:mm
Y—JUNo. MIE BAITIEY s R |BABLICRS | B R |YvYo8| B | BN | EBE | REHS
EDP No. Thread Size Max. Processing Dia. DC LF Maximun threading length LU DCON Flutes QOil Hole Stock (Yen)
8331207 M 3X0.5 4.2 24 50 7.5 8.7 6 4 — ® | 10,400
8331208 M 4X0.7 53 3.1 50 10 11.7 6 4 = ® | 10,600
8331209 M 5X0.8 7 4 50 12.5 14.5 6 4 — ®| 11,100
8331210 M 6 X1 8 4.6 50 15 17.5 6 4 = B|@| 11,300
8331211 M 8X1.25 10.9 6.2 70 20 231 10 4 — ® | 17,500
8331212 M10 X1.5 13.2 7.5 70 25 28.7 10 4 Yes @® | 18,200
8331213 M12 X1.75 15.9 9 80 30 343 10 4 Yes ® | 19,500
8331243 M16 X2 21.1 11.7 100 40 45 12 4 Yes O | 37,500
8331244 M18 X2.5 25.1 14 135 45 51.2 16 4 Yes | D | O | 59,600
8331245 M20 X2.5 28.5 15.7 135 50 56.2 16 4 Yes O | 59,600
O=1ZE£EER @=Standard stockitem O =#EEEEBERFEEZCHERTEL.) O=Limited standard stock item
nuw&;ﬁ U B{I:mm Unit:mm
Y—JUNo. MIFE BAITIEY s R |BABLICRS | B FR |YvVo&| B8 | BN | EBE | REGHS
EDP No. Thread Size Max. Processing Dia. DC LF Maximun threading length LU DCON Flutes Qil Hole Stock (Yen)
8331254 |No. 8-32UNC 5.2 3.1 50 10.42 124 6 4 — O] 17,300
8331255 |No.10-24UNC 6.1 3.7 70 12.07 14.7 6 4 = O | 19,300
8331256 Ya - 20UNC 7.6 4.55 70 15.88 19 6 4 — O] 19,300
8331257 Va - 28UNF 8 4.55 70 15.88 18.1 6 4 = D O | 17,900
8331258 %6 - 1BUNC 9.7 5.7 80 19.85 233 10 4 - O] 25,700
8331259 ¥ - 16UNC 11.6 6.7 80 23.81 27.7 10 4 = O | 25,700
8331260 746 - 14UNC 133 7.7 80 27.78 323 10 4 Yes O] 32,600
8331261 %2 -13UNC 16.2 9.2 80 31.75 36.6 10 4 Yes O | 32,600
O =#ZEEER(EEZTHER TEL.) O=Limited standard stock item
EXNDfHEEELER CTHERTEL. Spindle rotation must be counterclockwise due to the
left-hand cut configuration.
« PAOVDFRRAIFPp.5~6ZTETEL, - See p.5 ~ 6 for explanation of icons.
< AT-2(M- U) (FSHRUINTERTY . - AT-2 (M- U) is only for milling internal threads.
- ThreadProD/\R & A T& [V T)LixbD ] ZZIRTE L, - Please select "continuous" for the path type in ThreadPro.
$INUAILIGIFERUEIDZERICIN T I 2HBEDRAMETY.  *1 This is the maximum value when helical drilling and threading take place at the
RANILEZBZ2HNRUTA X ZEMNTIRERICETIUNIZE same time. Please make a pre-drilled hole when machining an internal thread
fT2TFEL, size that exceeds the maximum processing diameter.
LHSEFTHLSDETFEL, Y4 BVORHFERORDE T, I
Please contact our sales staff for more information. Custom order with specific requests on diameter, length and accuracy is accepted.

pocid ®



E—Efgﬁmm Eﬂ{qiz I/‘y FE}I} Thread mill with end-cutting edge for high-hardness steels

AT-2

ERT—IN914T AREL
Tapered pipe thread type without Coolant Oj -
= 3
«Q a
- 2 ==
- - - Al o
o LU
ERJ Left-hand cut LF
=3
W SPED
=3 (ARBIDE DUROREY 6 PSI;EngZ
nuwﬁﬁ :Rc (PT) B{I:mm Unit:mm
¥Y—JLNo. MIZE TIERY 1 X* 1T @ BENE | £R | RARBLILTRSE B MRV VIE B | 0N | 1EE | REME
EDP No. Thread Size Applicable size for pre-drilled hole DC LF Maximum threading length LU DCON Flutes | OilHole | Stock (Yen)
8331214 Yie - 28 Vs - 28 (94~8.2) 28 4.86 70 15.8 18 6 4 — @ 23,100
8331215 8 - 28 = 28 5.76 70 16.8 19 6 4 = @ 23,100
8331216 Va - 19 38 -19(96~14.4)| 19 7.98 80 24.76 28 10 4 — |B|@| 33,800
8331217 38 - 19 — 19 9.68 80 24.76 28 10 4 = @ | 33,800
8331218 2 - 14 34 - 14 (8~23) 14 11.61 110 30.6 35 12 4 — @ | 48,700
8331219 1T -1 1 -11($10~29) | 11 15.54 135 394 45 16 4 — |D|O]| 62,100

@ =1ZHEEER @=Standard stockitem O =HEEETERFEEZCHERTEL.) O=Limited standard stock item

EANDHFEEELCEE CERAT L, Spindle rotation must be counterclockwise due to the
left-hand cut configuration.
+ A IVDFHRAFP.5~6ZTE T, - See p.5 ~ 6 for explanation of icons.
« AT-2(Rc(PT) * NPT) (¥R UIMIEATTY, - AT-2 (Rc(PT) - NPT) is only for milling internal threads.
+ ThreadProDIX\RA & A T& [V T)LiED ] ZZIRTE L, - Please select "continuous" for the path type in ThreadPro.
¥ITTUIIZ Uic ECRUYIb NI Z S 25 S ([CIITaRE Y1 X T, *1 Machinable size for threading after pre-drilled hole.
Rc(PT)1-11&1-11 VaNPTIE RIUN IO AEICIED F T, Rc (PT) 1-11 and 1-11 V2 NPT require pre-drilled hole.

AT-2(, TEEBETERTSDOH?

Why is AT-2 used with left rotation?

AT2EFADIHTY, AT2B@ANUAIARSIFERUUIDEFINIDRS. KUOOTHS5RUEKICE
A. hoOTIIZLE Y. TEORFEMRILICEMNEI OV HY NCTHERUDINIZ{TSHI(C INARE
AICEOTLET,

AT-2 employs a left-hand cut configuration. It enables helical drilling and threading simultaneously, where processing is

performed from the opening to the bottom of the hole. The left-hand cut configuration is used because right-hand threads
are machined by down milling, which is effective for extending tool life, so it must be used with counterclockwise rotation.

s




Eﬁgmm,&ﬂ 171:&1 l/‘y FE}I/ Thread mill with end-cutting edge for high-hardness steels

Vi
AT-2 /
— o o we
ERT—I\F14D wrEL R E
Tapered pipe thread type without Coolant Oj = 5 g
. m
3 g 1
_— O — p)
= - & £ ;
o
o LU
EXI Left-hand cut LF
=3
= m— ]
CARBIDE 1 poREY W6 psaepe)
nUQE;E - NPT B{I:mm Unit:mm
Y—JUNo. IR TIGERY A X*1 ENR | 2R | RARUILTRE BTRVVIE B | BN | £ | REmHS
EDP No. Thread Size Applicable size for pre-drilled hole LF Maximum threading length LU DCON Flutes | OilHole | Stock (Yen)
8331234 | Y6 - 27 1/8-27 (4~8.43) 27 4.86 70 15.7 18 6 4 - Ol 23,100
8331235 | Vg - 27 = 27 5.76 70 16.7 19 6 4 = O] 23,100
8331236 | V4 - 18 3/3-18 (6~14.27) 18 7.98 80 24.5 28 10 4 ~ b Ol 33,800
8331237 | 3/ - 18 = 18 9.68 80 24.5 28 10 4 = O] 33,800
8331238 | 1~ - 14 3/4-14 (9 8~17.86) 14 11.61 110 30.5 35 12 4 - O| 48,700
8331239 | 1 -11% |1 -11% (¢10~28.98) 11.5| 1554 135 39.6 45 16 4 = Ol 62,100

O = #ZEEER(EEECHETEL.) O=Limited standard stock item

EADHFENE L EL CSER TS, Spindle rotation must be counterclockwise due to the
left-hand cut configuration.
+ PAIVDFHRRAIFPp.5~6ZTE T, - See p.5 ~ 6 for explanation of icons.
« AT-2(Rc(PT) * NPT) [ZHRUINIERTY, - AT-2 (Rc(PT) - NPT) is only for milling internal threads.
- ThreadProD/\RZ A T(& [V T)LixD ] ZZIRTE L, - Please select "continuous" for the path type in ThreadPro.
¥TTRTUNIZ Ufc £ CRUYIDIITZ S 25 S I ITagEE Y1 XTY, *1 Machinable size for threading after pre-drilled hole.
Rc(PT)1-11&1-11 VaNPTIF RIUN IR EICIEDF T, Rc (PT) 1-11 and 1-11 %2 NPT require pre-drilled hole.
BERT I\ TOEENR (DO) (&, I}
PROILUDHEDTEZZRLTNE T,
The standard outer diameter (DC) of the tapered
pipe type represents the dimension of the outer D
diameter of the central cutting edge. pa
aV|
# o
I

HHERF TS DETEL, Y4 TEVORHRLRDET, I
Please contact our sales staff for more information. Custom order with specific requests on diameter, length and accuracy is accepted.



il \} [
* =1 "“bg z D n F [ ) b High-efficiency thread mill with end-cutting edge
;Eﬁ*m&ﬂ1q (A4 Iﬁ Hb J — for non-ferrous materials

ANy Y

T-2 R-SPEC
wusoonr Z Ly KL—4 - S5

“ThreadRacer” %L R(Thread) =fal
EHTHE ERHHTE ;N

Qil hole

tIb {FHHIERF
(TEE#NZEP4.601L)
Superior chip evacuation
(Tool DC = ¢4.6 or more)

Left-hand cut configuration With end-cutting edge

o hv b ANURILIRGIF

Climb milling - =]

B T C1 VA7) L] L1 |
Spindle rotation must be counterclockwise Hellcal‘dnllmg + threading can be
due to the left-hand cut configuration. done simultaneously

PAT.in Japan E 2
4 Bk 3 RY R"'g'hyg;“hjélg F2)

Special cutting edge shape Eﬁﬁﬁi l: J:% %_ﬁlég{t

\I’
Ig@ﬁun}m ﬁu \ Higher efficiency by load distribution
Bending of the tool can be A
controlled
DLC-IGUSSO—bk
2 *a ﬂ DLC-IGUSS coating
2-flute

BEML & REw

JZ\_L‘a: “Jj“/_-L\ Welding prevention & long tool life

Wide chip room

EIJ E"J 7;7.“] I H§ Fﬂ ‘ﬁu iﬁ l: ! Threading time can be dramatically reduced!

TREUIL v
Pre-drilling Threading
NERUZEXEDTIART
+ AUAILEFEIT
Achieves drilling and threading by continuous
helical cutting with a single tool

4 e . .
B R DM TR B GruaBmz2) Mox1 BUITES10mm ADCIZH
Threading time comparison with conventional method (includes non-cutting time) ST Vc;94m/min EA_TC.HE)
0 1 2 3 4 5 @) AT-2 R-SPEC : Vc=220m/min,f=1.2mm/rev
>
| | | | | L (sec) M6X1 Threading length 10mm ADC12 material
II:EHE Conventional drill : Vc=126m/min,f=0.6mm/rev
(1 i) Tap : Vc=94m/min (ATC: 1 time)
2T3 8 I AT-2 R-SPEC 1 Vc=220m/min,f=1.2mm/rev
Conventional 4-3 *} seconds
method
(2 processes) " '| :ﬁ |
oPE 3.2% O/Oﬁ Al
R-SPEC . "2/ seconds Iﬁra
n“ . ed by more than 25%!
Threading time is reduc

I 7 7“ D — (: t 7.“] I O K! Possible to thread with air-blow!

MEBRPERBROMITIEFENEREVNT—RE

Cutting oil sometimes cannot be used for machining aircraft and electrical parts...
EARRNSKBEEMRIZHRELTOE T H )b <FHli5 L & DLCO— R DBBIHIFIRIC LD
TRH%z5EE T7 JO—-COIIHERHEETY!

Water-soluble coolant is generally recommended. However, air-blow can also be used when a pre-drilled hole is made to enhance chip
separation and restrain welding of the DLC coating.

® 8




3E§*Fﬁ’§ﬂ1ﬂi%ﬁ5$1 I/ ‘y FE}I/ High-efficiency Thread Mill with End-cutting Edge for Non-ferrous Materials

T c Vi
SR
A - 2 R - S P E vﬁt/h\outléoolant Hole % U
o W
a Yo
F o
- M —_ -
=
! : ' ° M 1
LF )
E?‘J Left-hand cut
SIS E
vﬁt/h\gj)olant Hole %
o
(m]
}3‘:&4%*
N o
— r— SPEED o Lw
=B CARBIDE  pyc;uss FEED LF
h6 P63
ﬁ%n Ull-L-c 2D9’fj Effective thread length 2 x D type B :mm  Unit:mm
Y—JUNo. ‘ I BENE 2R BRARUITRS BFR IR B JHIT FE TR (S
EDP No. Thread Size DC LF Maximum threading length LU DCON Flutes Qil Hole Stock (Yen)
8331220 M 3Xx0.5 2.4 50 6 7.75 6 2 — O 10,400
8331221 M 4x0.7 3.1 50 8 10.45 6 2 — O 10,600
8331222 M 5Xx0.8 4 50 10 12.8 6 2 - O 11,100
8331223 M 6X1 4.6 50 12 15.5 6 2 Yes D|O 11,300
8331224 M 8X1.25 6.2 70 16 20.38 8 2 Yes O 17,500
8331225 M10X1.5 7.5 80 20 25.25 10 2 Yes O 18,200
8331226 M12X1.75 9 80 24 30.13 10 2 Yes O 19,500
O =#THEER(EEX TR Fel).) O=Limited standard stock item
EADfHESEEEER TTEERTEL, Spindle rotation must be counterclockwise due to the
left-hand cut configuration.
+ PAIVDFRIFPp.5~6ZTE T, - See p.5 ~ 6 for explanation of icons.
- AT-2 R-SPEC(Z$HRUINTEATYI - AT-2 R-SPEC is only for milling internal threads.
- ThreadProD/\Z & A T(& [TV T)UiED ] ZERTE L, - Please select "continuous" for the path type in ThreadPro.
ﬁ’i‘l]h Uﬁr 2.5D9‘fj Effective thread length 2.5 x D type B{:mm Unit:mm
Y—JUNo. ‘ MMIE BENEZ =R BARULICTRE BIR IvPIOE B B VAN £E IRAEfAS
EDP No. Thread Size DC LF Maximum threading length LU DCON Flutes Oil Hole Stock (Yen)
8331227 M 3X0.5 2.4 50 7.5 9.25 6 2 — O 10,400
8331228 M 4Xx0.7 3.1 50 10 12.45 6 2 = O 10,600
8331229 M 5Xx0.8 4 50 12.5 15.3 6 2 — O 11,100
8331230 M 6X1 4.6 50 15 18.5 6 2 Yes D|O 11,300
8331231 M 8X1.25 6.2 70 20 24.38 8 2 Yes O 17,500
8331232 M10X1.5 7.5 80 25 30.25 10 2 Yes O 18,200
8331233 M 12 X1.75 9 80 30 36.13 10 2 Yes O 19,500
O =#ZEAEREEZCHEE TEL),) O=Limited standard stock item
EXNDEHFEEHELEL T SER TS, Spindle rotation must be counterclockwise due to the
left-hand cut configuration.
+ PAIVDFRAIFPp.5~6ZTE RE L, - See p.5 ~ 6 for explanation of icons.
- AT-2 R-SPECIZ$HRUINTEATYI, - AT-2 R-SPEC is only for milling internal threads.
- ThreadProD/\Z & A T(& [TV T)UiED ] ZEIRT L, - Please select "continuous" for the path type in ThreadPro.

AT-2 R-SPECIZ. BEEEIETERATHDON?

Why is AT-2 R-SPEC used with left rotation?

AT-2 R-SPECIZEXN DT I, AT-2 R-SPECIENUAILNRSGIFTERUUIDERIMIDS, QLD
A. O SRUECAN>TITIZLEY. TEOREGRLICEMEI VY NCHERUDIMIZTS
IeBIC EINHRPEHICEOTNE T,

AT-2 R-SPEC employs a left-hand cut configuration. It enables helical drilling and threading simultaneously, where
processing is performed from the opening to the bottom of the hole. The left-hand cut configuration is used because
right-hand threads are machined by down milling, which is effective for extending tool life, so it must be used with

counterclockwise rotation.




IJ‘?;D Um 75* ‘y I\jj ‘y 9 for Small Diameter

WH-VM-PNC

=z
3
(=]
5o [ & =T — — — ]
APMX L
LU
= — <€ g .
T~
T3
— ] N AN T | SPEED
CARBIDE sS or  WXs " FEED
hé P64
DC=1.3 155DC
QUQE?SE . S BfiI:mm Unit:mm
Y—JUNo. | BR/IVITRE Nz =R IR |BUHOLE| BEFR |YvVIof| B £E | RS
EDP No. Min. Processing Dia. DC LF APMX Thread per cutting part LU DCON Flutes Stock (Yen)
3900495 S1 0.25 0.72 40 0.25 1 2.75 3 3 o 11,500
3900496 S1.2 0.25 0.91 40 0.25 1 3.25 3 3 B|l@® 11,500
3900497 S1.4 0.3 1.05 40 03 1 3.8 3 3 o 11,500
@ =1Z#EER @ =Standard stock item
num&ﬁ M B{I:mm Unit:mm
Y—JUNo. | BIVNTE sz =R IR |RUHOLE| BTFR |YvVIog| @ HE | RS
EDP No. Min. Processing Dia. DC LF APMX Thread per cutting part LU DCON Flutes Stock (Yen)
3900495 M1 0.25 0.72 40 0.25 1 2.75 3 3 o 11,500
3900496 M1.2 0.25 0.91 40 0.25 1 3.25 3 3 o 11,500
3900497 M1.4 0.3 1.05 40 03 1 3.8 3 3 o 11,500
3900498 M1.6 0.35 1.2 40 0.35 1 435 3 3 o 11,500
3900499 M1.7 0.35 1.3 40 0.35 1 4.85 3 3 B o 11,500
3900500 M2 0.4 1.5 40 1.2 3 4.4 6 3 ® 26,300
3900501 M2.5 0.45 1.9 40 1.4 3 5.6 6 3 ® 26,300
3900502 M3 0.5 2.4 40 1.5 3 6.5 6 3 ® 26,300
3900503 M4 0.7 3.1 40 2.1 3 8.7 6 3 ® | 26,300
3900504 M5 0.8 4 40 24 3 10.8 6 3 ® | 26,300
@ =1Z#EER @ =Standard stock item
nua)E;E :U*UNJ Bfii:mm Unit:mm
—)UNo. =/IMNTE Nz 2R AR |WRUHOLE| ETFR | vvyoR| B 7HE | RS
EDP No. Min. Processing Dia. DC LF APMX Thread per cutting part LU DCON Flutes Stock (Yen)
3900513 No.8 32 3.2 40 24 3 9.1 6 3 B | @ | 26300
@ =IZ#EER @ =Standard stock item
- PAIVDEHBEFP.5S~6ZFTE T, - See p.5 ~6 for explanation of icons.
- WH-VM-PNC (S, M, U- UNJ) [FHRUINTEHTY, - WH-VM-PNC (S, M, U-UNJ) is only for milling internal threads.




H/MERUATSRY POy FELDRL SERAWEELIEDIC

In order to take full advantage of the small diameter thread mill

$1~1.4, M1~1.8

EOAEEMT)

) (Recommended processes)

MIBHE

Machining method ®

¥R UDETY)D K FZHH ORI ESDOINTETMI LT TS,

Employ this machining method if cutting chips are jammed deep in the threads.

ORLOOTZIL @1EETIPHIEIS

NI %

@®Machine one pitch
the entrance of the
hole.

ZEEmICTEEY D
PRI Z#R D RS o

@ Repeat arc cutting
movement only 1P in
the Z axial direction for
each rotation.

M2~5, No.8

WII5E (—axagsIsE)

@R LDRZEMT
LTHETIT S,

®To finish, machine
the hole entry.

Machining method (General materials)

12 LDE7% 311N
T UTHRODADIC
TEHBENT D,

®Machine three
pitches at the bottom
of the hole and move
the tool to the center of
the hole.

@37+ Z2HmEN
BEHLTILMIL
T. FNOHBRDICE
B, (HEEDIRT)
@Machine three pitches
while moving in the Z
direction, then return to

the center of the pilot hole.
(repeat this a few times)

@OxZMILT
BT9%,

®To finish, machine
the hole entry.

Ot U DB 1(LA0
I9%

@ Machine one pitch
the bottom of the hole.

@1EETIPHREF
Z8y5mICiEES B
FIEIHIZ 8 DR Y,

(@Repeat arc cutting
movement only 1P in
the Z axial direction for
each rotation.

@R UDOm%Z
TUTHETIT D,

®To finish, machine
the hole entry.

MIFEmaas  SEEEE)

Machining method (Heat resistant alloys/High hardness materials)

\'/

|

O LDE%3IL
MI9 3.

®Machine three
pitches at the bottom
of the hole.

@ 1 EEECIPRTET
Zg75m) 88 g DM
IMYIE =D IR,

(@Repeat arc cutting
movement only 1P in the
Z axial direction for each
rotation.

@OxTZMILT
&T9%,

®To finish, machine
the hole entry.

n
e
=

<

°
o

v
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WX-ST-PNC

— : F -
o g T —F—3 dF——1—1

Type 2

0
DCON
DCON

LF LF

T . \ m SPEED
2= (ARBIDE e FEED
WX 1" hé P64

@U@Eﬁ M B{I:mm Unit:mm
Y—JUNo. | RIVMINITE | EvF Nz 2R AR BER | YvVoR | BY |7 | BE | REMSE
EDP No. Min. Processing Dia. TP DC LF APMX LU DCON Flutes Type Stock (Yen)
8305732 M12 1.25 9.5 85 26.3 28 10 5 1 A | 44,500
8305741 M14 0.75 10 85 29.3 = 10 5 2 C|Aa| 44,500
8305765 M18 25 14 105 40 45 16 5 1 A | 79,200
- PAOVDEHRBFP.5S~6ZCETEL, - See p.5 ~6 for explanation of icons.
+ WX-ST-PNC (M) [&$RaUINTERTI, - WX-ST-PNC (M) is only for milling internal threads.
- ThreadProD/I\A& A FIF[TILFED | ZRIRTEU, - Please select "stairs" for the path type in ThreadPro.
A=CDHRR@IFEERELTHD, A =The products have been stopped producing and replaced by AT-1 (p.6).
AT-1(PE) NEID B EESETVIEVWTEDOET,
hUGJEiE :U-UNJ B{i:mm Unit:mm
Y—JUNo. | /MR | 1L#K 52 =R AR BER | VvVOR | BY  |BRY«(T | BE | REmE
EDP No. Min. Processing Dia. TPI DC LF APMX LU DCON Flutes Type Stock (Yen)
8305800 20 10.2 114 A | 35900
Va 4.55 60 6 4 1
8305801 28 10 10.9 A | 35,900
8305806 e 24 6.2 65 12.7 14.1 8 4 1 A | 35900
8305811 3/g 24 7.6 65 14.8 — 8 4 2 A | 35900
8305815 14 18.1 19.9 A | 40,900
"he 8.8 75 10 4 1
8305816 20 17.8 19.1 c A | 40,900
8305820 1L 13 9.4 75 19.5 215 10 5 1 A | 40,900
8305830 %6 18 11.4 85 22.6 24 12 5 1 A | 67,500
8305832 5/s 11 10.9 85 254 27.7 12 5 1 A | 67,500
8305835 3/a 10 15.7 95 30.5 = 16 5 2 A | 88,900
8305838 /8 9 18.9 110 339 36.7 20 6 1 A 106,000
8305842 1 8 18.9 110 38.1 41.3 20 6 1 A 106,000
- PAOVDHRBFP.5S~6ZCETEL, - See p.5 ~6 for explanation of icons.
+ WX-ST-PNC (U UNJ) [ZHRUINTEATY, - WX-ST-PNC (U- UNJ) is only for milling internal threads.
- ThreadProD/\A &A1 FIF[TILFED | ZFIRTEU, - Please select "stairs" for the path type in ThreadPro.
A=CDHRRIFEERIELTHD, A =The products have been stopped producing and replaced by AT-1 (p.7).

AT-T(P7) NIDBREESETVEVWTHEDET,



Za:—lllﬁﬂ ji*‘y hj] ‘yg for Steels

WX-ST-PNC e g
81%3-*:&&?777% 8[7—“?;7——7—?——7—7“— ;g
e 5%

et

— LU APMX
- LF LF
1 1

Type 3
BE;‘LTT‘iiiiiiii 7 7’7‘{]7
Em AN TSP HAPMX
CARBIDE WX 1 h6 P6 LU .

2 UQE;E :R (PT) * Rc (PT) Bfii:mm Unit:mm
Y—J)UNo. | BRMIY4/Z (ITE: HNE 2R IR BFR |[YvVIR| BYR (PRICT | EE | EEME
EDP No. Range of Thread Size Dia TPI DC LF APMX LU DCON Flutes Type Stock (Yen)
8305912 3/g 19 11 85 14.7 20 12 5 3 C|a| 50600

- PAOVODFHBIFP.5S~6FECE T, - See p.5 ~6 for explanation of icons.
- ThreadProD/\R &1 TIE[RILFED] ZZIR T, - Please select "stairs" for the path type in ThreadPro.
A=CDRBIFEERLELTED. A =The products have been stopped producing and replaced by AT-1 (p.8).
AT-1(P8) NYIDBREESTEB TV EVWTHEDFT,
hU@E%ﬁ . Rp (PS) e G (PF) Bfii:mm Unit:mm
Y—JUNo. |ERMIYAZ| LK Nz 2R AR BMR | YvYIR | BH  |BRYT| EE | RS
EDP No. Range of Thread Size Dia TPI DC LF APMX LU DCON Flutes Type Stock (Yen)
8305962 3/s 19 11 85 254 26.7 12 5 1 A | 43,400
8305965 3/a-7/8 14 16 110 39.9 = 16 5 2 C|a| 86,400
8305968 1~2 11 20 125 50.8 — 20 6 2 A | 113,000
- PAIVDFHRBIFP.5S~6ZCETEL, - See p.5 ~6 for explanation of icons.
- ThreadProD/\ZA& A TIX[RILFED] ZZIRTEL, - Please select "stairs" for the path type in ThreadPro.
A=CDHR@IFEEFRLELTSED, A =The products have been stopped producing and replaced by AT-1 (p.8).

AT-1(PB) NDBXEESETVEVWTEDET,



1 §_, llm 5571\17}:& 75 * ‘y I\jJ ‘y 9 for Steels with Internal Coolant Supply

WXO-ST-PNC

DCON

LF

=
= il 1
we  m h6 pes
humﬁﬁ M B{I:mm Unit:mm
Y—JUNo. | RAVIIER | EvF SHE 2R AR BER | YvVIoR | BY |FERY«T | BE | REME
EDP No. Min. Processing Dia TP DC LF APMX LU DCON Flutes Type Stock (Yen)
8304700 0.75 12.8 @ 38,500
M 6 4.5 60 15 6 4 1
8304701 1 13 @ 38,500
8304710 0.5 16.5 @ 38500
8304711 M 8 1 6 65 17 = 6 4 2 @ 38500
8304712 1.25 17.5 @ 38500
8304721 1 21 @ 43,300
M10 7.5 70 26 8 4 1
8304723 1.5 22.5 @ 43,300
8304732 1.25 26.3 @ | 48,400
8304733 M12 1.5 9.5 85 255 28 10 5 1 @ | 48,400
8304734 1.75 26.3 @ | 48,400
8304740 0.5 28.5 @ 48,400
8304741 0.75 29.3 C|@| 48400
8304742 M14 1 10 85 29 — 10 5 2 @ 48,400
8304743 1.5 30 @ 48,400
8304744 2 30 @ 48,400
8304752 1 33 @ 72,000
8304753 M16 1.5 12 95 34.5 — 12 5 2 @ 72,000
8304754 2 34 @ 72,000
8304773 1.5 42 ® 92,100
M20 16 105 - 16 5 2
8304775 25 425 ® 92,100
8304783 1.5 49.5 @® | 121,000
8304784 M24 2 20 120 50 = 20 6 2 @® | 121,000
8304786 3 51 @® | 121,000
@ =IZ#EER @=Standard stock item
- PAIVDEHBIFP.5~6ZTE T, - See p.5 ~6 for explanation of icons.
+ WXO-ST-PNC (M) [F$RUINIEATT, - WXO-ST-PNC (M) is only for milling internal threads.
- ThreadPro®D/\R & A FIF[RILFED | ZEIRTEL, - Please select "stairs" for the path type in ThreadPro.




a‘Eﬁ* ° mi%ﬂeﬁm 75* ‘y th ‘y g for Nonferrous Metal and Heat-Resistant Alloy

WX-PNC

Type1

n
e
=

<

°
o

DCON

Pl
i B = T}

APMX
LU APMX
1

LF LF

=
é N AN m SPEED
CARBIDE WX 30° hé ;E;:
nuwﬁiﬁ M BfiI:mm Unit:mm
Y—JUNo. | B/MINTE . Nz =R AR BNR | VvV | BY  |BRY(T| EE | FEEMmS
EDP No. Min. Processing Dia. DC LF APMX LU DCON Flutes Type Stock (Yen)
3900000 0.75 12.8 @ | 34,000
M 6 45 60 15 6 3 1
3900001 1 13 @ | 34,000
3900009 0.5 16.5 @ | 34,000
3900011 M 8 1 6 65 17 — 6 3 2 @ | 34,000
3900012 1.25 17.5 @ | 34,000
3900021 M10 1 75 70 21 % 8 3 1 @ | 38,500
3900023 1.5 22.5 @ | 38,500
3900032 1.25 26.3 @ | 42,800
3900033 M12 1.5 9.5 85 255 28 10 4 1 @ | 42,800
3900034 1.75 26.3 B @ | 42,800
3900036 0.5 28.5 @ | 42,800
3900041 0.75 29.3 @ | 42,800
3900042 M14 1 10 85 29 — 10 4 2 @ | 42,800
3900043 1.5 30 @ | 42,800
3900044 2 30 @ | 42,800
3900052 1 33 @ | 63,200
3900053 M16 1.5 12 95 345 — 12 4 2 @ | 63,200
3900054 2 34 @ | 63,200
3900065 M18 25 14 105 40 45 16 4 1 @® | 76,800
3900073 M20 1.5 16 105 42 _ 16 4 5 @® | 81,000
3900075 25 42.5 C|@®| 84,000
3900083 1.5 49.5 B | @| 106,000
3900084 M27 2 20 120 50 — 20 5 2 C @ 111,000
3900086 3 51 @®| 111,000
@ =1ZH£EER @ =Standard stock item
+ PAIVDFHRBIFP.5~6ZTE T, - See p.5 ~6 for explanation of icons.
+ WX-PNC (M) R UITEATTY,. - WX-PNC (M) is only for milling internal threads.
- ThreadProD/\R& A TIE[RILFED] ZZIR T, - Please select "stairs" for the path type in ThreadPro.



3'53* ° mﬂeﬁfﬂ 705* ‘y hj] ‘y 9 for Nonferrous Metal and Heat-Resistant Alloy

WX-PNC

Type1 z Type 2 z
% (&) (6]
i _ o a
P 8 = — =1
APMX
LU APMX
LF | LF |
=
= B ]
WX 30 hé P64
@U@E%ﬁ :U-UNJ Bfii:mm Unit:mm
Y—JUNo. | ®/IVINTE Nz 2R AR BFR | YvVIo& | BH |ERI«T | EE | REMHSE
EDP No. Min. Processing Dia DC LF APMX LU DCON Flutes Type Stock (Yen)
3900350 20 10.2 11.4 @ 35,000
Va 4.55 60 6 3 1
3900351 28 10 10.9 @ 35,000
3900355 18 @ | 35,000
e 6.2 65 12.7 14.1 8 3 1
3900356 24 @ | 35,000
3900360 16 14.3 ® 35,000
s 7.6 65 — 8 3 2
3900361 24 14.8 ®| 35,000
3900365 14 18.1 19.9 ® 39,600
7he 8.8 75 10 3 1
3900366 20 17.8 19.1 ®| 39,600
3900370 13 19.5 215 C|@| 39600
1 9.4 75 10 4 1
3900371 20 19.1 204 ® 39,600
3900375 12 10.9 233 254 ®| 65,500
%6 85 12 4 1
3900380 18 11.4 22.6 24 ®| 65,500
3900382 5/8 11 10.9 85 254 27.7 12 4 1 ® 65500
3900385 3/a 10 15.7 95 30.5 — 16 4 2 ®| 86,400
3900388 9 36.7 @® | 103,000
/s 18.9 110 33.9 20 4 1
3900390 12 36 @ 84,000
3900392 1 8 18.9 110 38.1 41.3 20 4 1 @ 103,000

* PAIVDEHBRIFP5S~6ZFTETEL,
- WX-PNC (U- UNJ) [F8RUIMIEATT,
- ThreadPro®D/\RZ A F(F[XILFED | ZEIRTEL

O =1Z#EER @=Standard stock item

- See p.5 ~6 for explanation of icons.
- WX-PNC (U-UNJ) is only for milling internal threads.
- Please select "stairs" for the path type in ThreadPro.



3E§9§ ° ﬂﬁi@ﬁ'ﬁﬁﬁ 75* ‘y th ‘y 9 for Nonferrous Metal and Heat-Resistant Alloy

WX- P N C Type 1 " é Type 2 g :j )
e — ) 1 ]
e g : | : .

)

BN ANN (I | SEEED

CARBIDE WX 30° hé Pos

LF

B{i:mm Unit:mm

Y4Z| LUK R 2R pSf =] BNR | Vv | BH  |BRI(T| EE | REMmS
3 Size Dia. DC LF APMX LU DCON Flutes Type Stock (Yen)
3900199 Yie - Vs 28 5.9 60 9.1 - 6 3 4 @®| 37,400
3900201 s 28 7.5 60 9.1 12.7 8 3 3 @ | 42,300
3900211 Va -3/ 19 10 75 14.7 — 10 4 4 8 ® 47,100
3900212 3/s 19 11 85 14.7 20 12 4 3 ® 49,200
3900214 1234 14 12 85 20 — 12 4 4 ® 69,500
3900215 3/a 14 16 85 20 — 16 4 4 @ | 103,000
3900218 1~2 11 20 95 27.7 - 20 5 4 C|@| 116,000
@ =1ZHEER @ =Standard stock item
+ PAIVOFHRBIFP.5~6ZTE T, - See p.5 ~6 for explanation of icons.
- ThreadProDJ/\R& A T (F[RILFED] ZBIRTFEL, - Please select "stairs" for the path type in ThreadPro.
RUDER : Rp (PS) - G (PF) Bfii:mm Unit:mm
Y—JUNo. Nz =R AR BNR | YvVIOB | BY  (BRYA(T | EE | FEME
g . DC LF APMX Ly DCON Flutes Type Stock (Yen)
3900299 Yie + Vs 28 5.9 60 11.8 — 6 3 2 ®| 34,000
3900301 8 28 7.5 65 14.5 15.4 8 3 1 ®| 38,500
3900311 Va-3/s 19 10 75 20.1 — 10 4 2 @®| 40,400
3900312 3/g 19 11 85 254 26.7 12 4 1 C|@| 42300
3900314 2~/ 14 12 95 32.7 — 12 4 2 ®| 63,100
3900315 3/a-7/8 14 16 110 39.9 — 16 4 2 ®| 383,900
3900318 1~2 11 20 125 50.8 — 20 5 2 @®| 111,000
@ =1Z#EER @=Standard stock item
+ PAIVDFHRBIFP.5~6ZTE T, - See p.5 ~6 for explanation of icons.
- ThreadProDJ/\R& A T (E[RILFED] ZEIR T T, - Please select "stairs" for the path type in ThreadPro.
hU@E?ﬁ NPT B{I:mm Unit:mm
Y—JUNo. |ERMIYAZ Nz 2R IR BNR | Vv | BH |(BRY(T| EE | REMmS
EDP No. Rang a. DC LF APMX Ly DCON Flutes Type Stock (Yen)
3900259 Yie + Vs 27 5.9 60 10.3 - 6 3 4 8 @®| 37,400
3900261 Va-3/s 18 10 75 15.5 = 10 4 4 ® 47,100
3900265 123/ 14 16 85 20 - 16 4 4 c @ | 388,200
3900268 1~2 11> 20 95 243 — 20 5 4 @ | 116,000
@ =1ZHEER @ =Standard stock item
+ PAIVDEHRBIFP.5~6ZCE T, - See p.5 ~6 for explanation of icons.
- ThreadProDJ/\R & A T (E[RILFED] ZBIR T, - Please select "stairs" for the path type in ThreadPro.

posid 2



Eﬁiiﬂm ZI \04 5 , ll 75 * ‘y th ‘y 9 for General Purpose, Solid Carbide Spiral-Fulted Type

OT-SFT-PNGT

Type1 g Type 2 z
A% 8 /{% §
Mv 8 77\:‘.7\7{‘7777777 8 777;\:“‘ I
APMX APMX ]
LU LU
LF LF
N
3 mmm AN g | SR
CARBIDE o FEED
X 15 hé P65
nuoﬁﬁﬁ M BfiI:mm Unit:mm
Y—JUNo. | RIVIITR | EvF SE 2R AR BIR | Y708 | BE |(FRI(T| EE | REMS
EDP No. Min. Processing Dia TP DC LF APMX LU DCON Flutes Type Stock (Yen)
8306532 M12 1.25 9 90 24 — 10 4 1 A 72,500
8306544 M14 2 10 90 25 = 10 4 2 A 85,500
8306575 M20 25 16 125 40 - 16 4 2 8 A | 147,000
8306583 1.5 60 A | 217,000
8306584 M27 2 20 145 50 20 5 2 A | 217,000
8306586 3 A | 217,000
- PAIVOHBEIFP.S~6ETE T, - See p.5 ~6 for explanation of icons.
- OT-SFT-PNGT (M) l;&)@UBDIE{Jﬂ?B}‘R - OT-SFT-PNGT (M) is only for milling internal threads.
) Th_[ealelr:o(D/\1’5’47(&*|’\7)b§%0j ZEIRTEW, - Please select "stairs" for the path type in ThreadPro.
A=CORBRIEERELTED. A =The products have been stopped producing and replaced by AT-1 (p.6).

AT-1(PO) NIDBREESBTCVIEVWTHEDET,




ﬂﬁﬁiﬂm 705* ‘y th ‘y 9 for General Purpose, Solid Carbide Type

OT-PNGT f
U
Ve
Type 1 - Type 2 3 [ =
. %38 P 73
J
APMX APMX
LU LU
LF LF |
o
—_
—_
= o o O
FXh6 | pes
nuwﬁiﬁ M BfiI:mm Unit:mm
Y—JUNo. | B/IVIIIE Nz =R IR BER | yvVIB | BY |FBRYA4T| EE | FEEE
EDP No. Min. Processing Dia. DC LF APMX LU DCON Flutes Type Stock (Yen)
8306232 M12 1.25 9 920 24 — 10 4 1 A | 69,000
8306273 1.5 50 A | 141,000
M 20 16 125 40 16 4 2 B
8306276 25 — A | 141,000
8306287 M 27 3 20 145 50 — 20 5 2 A | 208,000
- PAOVDFHRBIFP.S~6ZECE T, - See p.5 ~6 for explanation of icons.
+ OT-PNGT (M) [ZHHRUINTEHEATTY, - OT-PNGT (M) is only for milling internal threads.
- ThreadProDJ/\R& A T (E[RILFED] ZFIR T, - Please select "stairs" for the path type in ThreadPro.
A=CDHRBEFEEFILELTED, A =The products have been stopped producing and replaced by AT-1 (p.6).
AT-1(P6) NIDBZEESBTCVEVWTHEDFT,
o
—_
—_
— P i
FXh6 | pes
nqu;ﬁ : Rp (PS) °G (PF) B{iI:mm Unit:mm
Y—JUNo. |BRMIYAX| LK Sz =R IR BER | YvVOB | BY |BRYAT| EE | EEEE
EDP No. Range of Thread Size Dia TPI DC LF APMX LU DCON Flutes Type Stock (Yen)
8306410 3/s 19 10 80 16 23 10 4 2 B|a| 81,000
- PAOVDHBIFP.5S~6ZECE T, - See p.5 ~6 for explanation of icons.
- ThreadProD/\R& A TIE[RILFED ] ZZIR T, - Please select "stairs" for the path type in ThreadPro.
A=CDHRBIFEERLELTED. A =The products have been stopped producing and replaced by AT-1 (p.8).

AT-1(PB) NIDBXEESTHETVEVWTHBEDE T,



INRATSZRYPMAYEY s

PNGT

Type 1 & Type 3
N oF -1 ===
- APMX APMX
LU
LF LF
‘ 1
S
—_
—_
— 0 SR
TN " h6 | pes
B{il:mm Unit:mm
Y—JUNo. | RIVIITE : HiE =R AR BMR | YvVIR B (BRI T | 'E | EEmS
EDP No. Min. Processing Dia. DC LF APMX LU DCON Flutes Type Stock (Yen)
8306012 1 ® | 49,400
M14 10 90 25 32 10 4 1
8306013 1.5 @ | 45,000
8306022 1 ® | 52,300
8306023 M16 1.5 12 105 30 38 12 4 1 ® | 48,400
8306024 2 ® | 48,400
8306032 1 ® | 59800
8306033 1.5 ® | 54,800
8306034 M20 2 16 125 40 50 16 4 1 ® | 54,800
8306035 25 ® | 54,800
8306036 3 ® | 54,800
8306042 1 8 ® | 66,800
8306043 1.5 ® | 61,200
8306044 M27 2 20 145 50 60 20 5 1 ® | 61,200
8306046 3 ® | 61,200
8306047 3.5 ® | 61,200
8306052 1 ® | 77,900
8306053 1.5 ® | 71,800
M34 25 165 65 — 20 6 3
8306054 2 ® | 71,800
8306056 3 ® | 71,800
8306063 1.5 @ | 84,500
8306064 M42 2 32 210 80 - 25 6 3 ® | 84,500
8306066 3 ® | 84,500
@ =1Z4FER @ =Standard stock item
- PAOVDHRBEFP.5S~6ZFCTETEL, - See p.5 ~6 for explanation of icons.
+ PNGT (M) [Z$RUINTIEATTY, - PNGT (M) is only for milling internal threads.
- ThreadProD/\ A& A T ILFED | ZEIR T - Please select "stairs" for the path type in ThreadPro.



I\'fZ ji*‘y hjj‘yg for HSS

P N G T Type1 Type 2

DCON
DC
|
l
“
Ll
|
I
. |[DCON
|
.
\

n
e
=
<
°
o

v
U
\y
K
4
1
7

SPEED
| SHANK | i APMX

2
:
|
|

u

)

TN h6 | pes

n U(DE%E R (PT) * Rc (PT) Bfii:mm Unit:mm
Y—JUNo. |BANMIYAX| LUK AR 2R AR BFR | YvVIR | BY |ERI«(T| EE | RE@mS
EDP No. Range of Thread Size Dia TPI DC LF APMX LU DCON Flutes Type Stock (Yen)
8306111 3/ 19 10 80 16 23 10 4 2 @ 51,900
8306114 V2 -3/4 14 12 95 20 28 12 4 2 @ 55500
8306115 3/a 14 16 110 25 35 16 4 2 B|@| 60300
8306118 1~2 11 20 125 32 42.5 20 5 2 ® | 65500
8306119 1-1/2-2~6 11 32 175 50 — 25 6 4 @ 85500

@ =1F£7EER @=Standard stock item
- PAIVDFHRBIFP.5S~6ZCE T, - See p.5 ~6 for explanation of icons.
- ThreadPro@/\ZA & A TIX[RILFED ] ZZIRTEL, - Please select "stairs" for the path type in ThreadPro.

19 U@Eﬁﬁ . RP (PS) B{il:mm Unit:mm
Y—JUNo. |BRMIYAX| LK SHE =R AR BIR |[YvVIR | BYR \FRI(T| EE | REMHE
EDP No. Range of Thread Size Dia DC LF APMX LU DCON Flutes Type Stock (Yen)
8306121 3/s 19 10 80 16 23 10 4 1 @ | 43,700
8306124 Va~T7/s 14 12 95 20 — 12 4 1 @ | 46,400
8306125 3a+7/8 14 16 110 25 35 16 4 1 B|@| 51,000
8306128 1~3-1> 11 20 125 32 42.5 20 5 1 @ 55700
8306129 1-Y2~6 11 32 175 50 — 25 6 1 @ 72,800

O =i1Z#EER @ =Standard stock item
- PAOVDEHRBIFP.5S~6ZECE T, - See p.5 ~6 for explanation of icons.
- ThreadProDJ/\R & A T (E[RILFED] ZFERTEW, - Please select "stairs" for the path type in ThreadPro.
—
= I
TiN hé P65
el U‘DE;E :G (PF) B{ii:mm Unit:mm
Y—JUNo. |BENMIV/AX| LK 2 =R AR BIR |[YvVIR | BY BRI(T| EE | REMHE
EDP No. Range of Thread Size Dia. DC LF APMX LU DCON Flutes Type Stock (Yen)
8306131 3/s 19 10 80 16 23 10 4 1 @ 43,700
8306134 Va~7/g 14 12 95 20 — 12 4 1 @ | 46,400
8306135 337/ 14 16 110 25 35 16 4 1 B|@®| 51,000
8306138 1~3-1> 11 20 125 32 42.5 20 5 1 @ 55700
8306139 1-Y2~6 11 32 175 50 — 25 6 3 ® | 72800
@ =1Z#EER @ =Standard stock item
- PAOVDHRAIP.S~6ZTE TS, - See p.5 ~6 for explanation of icons.
- PNGT (G(PF)) [3RUNMIHEMATI, + PNGT (G (PF)) is only for milling internal threads.
- ThreadPro@/\ZA& A TIX[RILFED ] ZZIRTEL, - Please select "stairs" for the path type in ThreadPro.

b ®



Ee”uIm 1_’ \°_ 705 * ‘y I\jj ‘y g Super-Planet Cutter for Multifunction Milling

DR-PNAC

N
< Sy g ) B ———1F ¢
£n
L APMX | LS
§ OAL
a CARBIDE ? ‘2‘5“‘ ? S'?EEEE';)
P30
B{fi:mm Unit:mm
Y—JLNo. 2303 NME | 2R | powx |FUVR| p, [YrVOR| RULE EROE| BE VryoR| BH | TEE | REHE
EDP No. Designation DCX OAL 8n LS DCD ds DN DCON Flutes Stock (Yen)
8330400 | M 6 X1 -2D| 438 62 121 | 1 147 | 36 5 6.3 7 8 2 @ 66,300
8330412 | M 8 X1.25-2D| 6.5 75 151 | 13 185 | 40 6.8 83 9 10 2 76,200
8330413 M 8 X1 -2D| 6.7 75 151 | 13 185 | 40 7 83 9 10 2 @ 80,200
8330424 | M 10 X 1.5 -2D | 82 79 196 | 15 237 | 45 85 | 103 | 11 12 2 @ 86,400
8330425 | M 10 X1.25-2D | 85 79 201 | 15 24 45 88 | 103 | 1 12 2 |C|@] 90,700
8330426 | M 10 X1 -2D| 87 79 20.1 | 15 24 45 9 103 | 11 12 2 @® 90,700
8330436 | M 12 X1.75-2D | 99 89 229 | 1.8 274 | 48 | 103 | 123 | 135 16 2 @® 115,000
8330437 | M 12 X 1.5 -2D | 10.2 89 241 | 1.8 286 | 48 | 105 | 123 | 135 16 2 @ 121,000
8330438 | M 12 X 1.25-2D | 10.2 89 239 | 18 283 | 48 | 108 | 123 | 135 16 2 @ 121,000

- PAIVDHRARP5S~6ZTE T,
- DR-PNACIEHRUINTEATT,
- MTRURE=IFUEX2

@ =1Z#EER @=Standard stock item
- See p.5 ~6 for explanation of icons.
- DR-PNAC is only for milling internal threads.
- Tapping length = thread dia. X2

Ea”ulm 5m71\17.|'=& Z_, \"_ 75* ‘y th ‘y 9 Super-Planet Cutter for Multifunction Milling with Internal Coolant Supply

DR-O-PNAC

22
3|8 45
“ @ ) §I§ e g
- ' n
APMX LS
=3 OAL
—_
=S B Ernlellis
X 25 hé P30
B{il:mm Unit:mm
¥—IbNo. T SE | 2R | oux | FUVE| 5, [VvoR FULE|ERDE| BE |vroE| BE | G | SEms
EDP No. Designation DCX OAL On LS DCD ds DN DCON Flutes Stock (Yen)
8330500 M 6 X 1 -2D | 438 62 12.1 1 14.7 36 5 6.3 7 8 2 ® | 72,500
8330512 M 8 X 1.25 -2D | 6.5 75 15.1 1.3 18.5 40 6.8 8.3 9 10 2 c ® | 82,900
8330524 M 10 X 1.5 -2D| 8.2 79 19.6 1.5 23.7 45 8.5 |10.3 11 12 2 @ | 93,400
8330536 M 12 X 1.75 -2D | 9.9 89 229 1.8 27.4 48 | 103 | 123 135 | 16 2 @® | 124,000

- PAIVDHRARP5S~6ZTE T,

- DR-O-PNACIZHRUIMIEMTI,

- DR-O-PNACIC[REN—EBEITHNNGDE T,
- MIRURES=IFUEX2

O =IZ#EER @ =Standard stock item

- See p.5 ~6 for explanation of icons.

- DR-O-PNAC is only for milling internal threads.
- DR-O-PNAC has oil hole.

- Tapping length = thread dia. X2

s



.1_' (-75*‘) I~ ”uI,ﬁE Machining Technique

OB @PF7UNI& ®ORL @r70—F G©HRUMI ©UU—R @FET
Start EHEDIT Reverse Approach Threading Release Remove
Drilling &
chamfering

ad£| pijos

v
U
\y
[
4
e
7

® @O® ' @
K RULBTTRRNTAS TEEMBECI~2 ~UDIETACTNISAZNT(BELTY  TEEROBDHET
WL CEED NER%=ER U EvFHERET., XRILIED BDIEZTINAEISAODTCINEITAEICIU—R RN, 5IELF

n
OROEMOMIZTNET.  RUEIDMIBCERD  HHAHCED) ZTVET, 77O0—FFAUA SnMIzRTLE KA
COR, RUMIAEIE B HEHT—TICFiBUIE JVAIEIZITWIED SR LZICHIDAG HEDIN TS ED Eljé
UILBXR DD FMICIEL WEKIICTBEHTT, E.MIMEOE CTEMTT, Flc. COBFICTIR K3
BoTLBIcH. FANEC RIBEMIRS. TE  RULOAEBLYHET S, MIanizn s
FFHLEEA. DEDHEFCLDRLE  UICFRUESBCHED UBHTEET, xR

bEd,

06] ® @®®® @
Drilling and Chamfering: The The cutter is pulled out 1 or Finally, the thread is cut with helical milling. The best Remove tool.
thread part of the cutter does 2 pitches to ensure that the method is to mill gradually to ensure the highest level
not touch the wall of the hole helical thread motion does of precision.
because of the larger drill not interfere with the already-
diameter. made chamfer. The amount of

this removal depends on the
length of milling and direction
of the cutter.

. COUMHISRHEERE. KEMEHIBRZERT2B5DHD

—_

D R'PNAC * DR'O'PNAC ’GJJ'ﬁH%FFEiﬁﬁ Cutting Conditions

-Ea-o
HRL Ry
— Internal Threads Drills 2. XTI ILBEICE., KAEIEIRBIEERTER B
Work Material UHRE xbE  EDE 3. T— DRI, F vy IDRIEICKOTIETIEIR L%
(m/min)  (mm/t)  (mm/rev) EZANERSDET,
% d Fc 150~12010.02~0.04 4. AUITESHEVES. AZEEYFORUEMTT 2158,

Cast Iron

5 5 5 4 LB B INEHDEDEZEEL. BEICHIFTITUTTEL,
Ductile Cast Iron FCD 150~10010.02~0.04/0.1 ~0.2| 5 1T L= FiFHRUHT—/UCHEOTED S —IDADHEL

7 W Asl = R/ﬁ\ f:.-; R v |80~200 10.02~0.05] 0.1 ~02 Bal%. L07Y M ELENT) ZEMLT T,

| AuminumAlloyx 6. 2—)\—TS52w RTRUILDTID L FHEFED P T VESE.

VRIS e N RN <in3% |80~200 | 0.02~0.05] 0.1 ~0.2 25w IEDELT TS,

Aluminum Alloy Casting

i&i&i&ﬁz&gﬁ:ﬁaﬁn§ 25i13% |80~200 |0.02~0.04| 0.05 ~0.1 1. The indicated speeds and feeds are for water soluble oil.

o o o = o ) & o | 2. Water-soluble oil is not suitable for tapping magnesium alloy.

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

Y o
E ﬁ;inc ﬂoy C%stingﬁ i ZDC |80~200 |0.02~0.05| 0.1 ~0.2 4.If the tapping length is long, or when machining a large-pitch thread,

e B vc [80~200002~005 |01 ~02
agnesium Alloy Casting

= lect a smaller feed and separate the machining process into a few
BOEHTSAF v Y € P 9p
80~200 |0.02~0.05 | 0.1 ~0.2

Thermo Plastic

segments.
5.1f a machined parallel internal thread is tapered and prevents the
go-gauge from going through, add a zero cut (finish machining).
6.Please apply step feed when Super Planet Cutter is causing chip
packing during drilling operation.

posid D

XPIE=ILSEICIEDR-O-PNACEHRLET,

% DR-O-PNAC is recommended for aluminum alloy.
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How to choose HYPRO-P (Indexable Thread Mill)

RUBENEL DA Y — bEIERDORT « [CODMIF DI ENTREF/N\ATOTSRY hAY S

HY-PRO Planet Cutter is capable of mounting inserts on a single body even with differences in thread type

/)] ADZDRU TEIFENIZDOD ? = e—— -
QCOYA ADTORUENS LRI LNEOD EENTEESEUEL EHIcH.
Q. DA VY — NMIZTDKRFT « [CD (FIFETREIR DD ? TOTEEEREZESBETE,

Q. Is this insert mountable on this body?
Please refer the following hints for selecting tools to suit your

Q- % E%:EJ (‘:‘.‘ 5 "b 2 -CIEEI‘%’\“I;‘L\L\G)D\ 9 specific needs.

Q. What is the first thing to consider when selecting a tool?

1) M56% 3.5, R UIITR<E82m EDLSICTIEZEENE

Example: | want to cut M56 x 3.5 threads with a tapping length of 82 mm. How should | choose the tools?

BEBEXR (P33 ~40) XOFZHUEYF - RUYAL XEEYITvIT B,

Identify the appropriate pitch and thread size on the selection chart (p. 33 to 40).

HERLHAZ TILFRAV N Multi-Point DIGIUIRA N Single Point
Tinieee] S BRI Tool Holder B /P — N nsert BT LS Tool Holder Y — BNinsert
M 30~M 37 TMC25-5 124/004 513.51SOTM 028/008
TMISC 18238620 | 2obceotm
M 30~ TM3SC 20C26-105-2U 2UIDC60TM
M 36 ~ TMA4SC 25C31-115-2U 2UIDC60 TM
M 41 ~ TMC25-5 124/004 513.5ISOTM2
P35 M 42 ~ TM3SC 28C36-144-3U 3UIDE60 TM
i M 46 ~ TMC25-5, TMLC25-5 513.5I1SOTM2
M 48 ~ TMA4SC D42-16-3U 3UIDE60 TM
M 53 ~ TMC32-5, TMLC32-5, TMNC32-5 513.51SOTM2
M 54~ IMaSC Da8-22:3U 3UIDEGOTM
M 58 ~ TM2C32-5 5I3.51SOTM2
M 62 ~ TM6SC D56-22-3U 3UIDE60 TM
FEROFHSRUIITRE 82mmb I TAREFRT « DAL,
In the identified items, look for bodies that can be used for cutting 82 mm of tapping length.
2l — W e ° X
NIAEETR = QUITRE+ (EvyFX1.57)< @
Appropriate tool = Tapping length + (Pitch x 1.5) < @
0Lt - VILFEKALY PDIFES wunirom B MR (L)
@ s IV ITIRAY RDIZE sigerone - MANMIER (LU)
#l) M56% 3.5, 0 82 I ° X _8 2
. "
RUITRET 8 2mMmDIES mm (t Ja:x1'5 ) 7' 5mm
Example : M56X 3.5, tapping length = 82mm 1
3.5mmX1.5P
¥ EMRUILTREZRIRT DI DEHHREET T, MICHOBREETEL,
These are recommended values to ensure effective tapping length. Please make adjustment depending on the cutting condition.
= =1 w . ) m—tt “»
SRELDETR/EXIMIERL87.25mmEl LDRST 1 ZRDIAD
Consequently, look for bodys that are at least 87.25 mm in neck length / maximum milling length.
.7"’3"7"\"{~J h Multi-Point I:J"Jﬁllliﬁ‘fy h Single-Point .m7947 Bore Type
U Type  BTRW U Type | SANIRwW MITEETEEBD I 27 —/NCk > TREB D,
TMC25-5 124/004 40 TM2SC 18C23-86-2U 86 BFRHEO7—INEEDOETTHITEL.
TMC25-5 52 TM3SC 20C26-105-2U 105 Appropriate tool differ depends on arbor to be mounted. Please consider tools
TMC32-5 58 TM4SC 25C31-115-2U 15 with arbor
TMLC25-5 92 TM3SC 28C36-144-3U 144
TMLC32-5 98
TMNC32-5 58

8



CCEFTCOEEZThreadPro CIIEEITITS C EDTIRET T,

ThreadPro follows these steps automatically.

AVYBRSIVANCTOYISLIERRY T+

ThreadPro Revamped Thread Milling NC Code Generator Software

AVEE ([ N - X

Data entry screen

I Peaay L 3|qexapu|

8
M Custom { Metric )

b
%
S
1]
I
5
f
7

TWFOUT
EEEEEIR |

Enter information via
dropdown list!

*ﬁ ﬁ‘f:t =) = ThreadPro
s=ibBa et ——————————————————————————————————————————————————————————————————————————————————
Search results =en Fiatd A2 jEDP
.. HY-PROP Single Point ~ TM55C D48-22-30 3UIDESOTM
.. HY-PROP Single Point  TM45C D42-16-3U SUIDESOTM E; g I E E
.. HY-PROP Mult Point  TMLC32-5 513.5I50TM2 pX -
HY-PROP Single Point ~ TM35C 2BC36-144-3U  3UIDESOTM

- . - a2

.. HY-PROP Single Point ~ TM45C 25C31-115-2U  2UIDCE0TM ﬂﬁ H% ( o EE !
.. HY-PROPMultiPoint  TMLC25-5 513,5150TM2 . K

.. HYPROP Single Point  TM3SC 20C26-105-20  2UIDCE0TM Tool selection doneina

split second!

Bl EDF 1 TDITEZEENIELN?

Example: What type of tool should | choose?

MIRBCENICH O TEZ BBV TS,

Choose a tool that suits your work environment and purpose.

BIILFRLV b | 70V i 7 o 8 VA /R VA
Multi-Point Single-Point (Straight Shank)
« NUTI—y3vheE= * 74 RIL FEOXERUICRE
*2? y . %mn Ua‘jmﬂ'ﬁg « Suitable for large diameter threads, such as eyebolts.

« Many variations

« Suitable for pipe threads can be cut - EEOA Y — NTEHOE v FOINIH Ol gE
. _ . - KO Y — T3 —FEATRE
§ TROA T MCEROLD - BROA VY — N TR T

- \ NETAL { _ - N
DRI, WD DILAEIRE - EHUBSENTICADY ST EHkE
- HRU-BR b*ﬁﬁ + One type of insert can cut different pitches
« Asingle piece of insert has multiple crests to . Threg corners perinsert . )
cut the corresponding number of threads. « Multiple inserts achieves high-efficiency cutting
« For both internal and external threads « Adjustable overhang length for specific cutting conditions
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HY- PRO P nuﬂ(isulﬁ%ii Tool Selection Guide by Screw Size

)( - |‘"IUJ19 Um Metric screw thread (internal)

RIVFRA K~ Multi-Point

YJ)iRA4 >~ Single Point

SR A X
etz BT A Tool Body A P — B Insert SEVRT A Tool Body B P — B Insert

M 13 ~ TMC12-2, TMC20-2 210.5 S0 TM2
W 17~ TMC16-3 124/001 310.51SOTM2
TMNC16-3 310.51S0TM2
" 1o~ TM2C20-2 210.51S0TM2
TMC16-3 310.51S0TM2
P03 M 21 ~ TMNC20-3 310.51S0TM2
M 22 ~ TMC20-3 310.51S0TM2
M 24 ~ TMLC25-3 310.51S0TM2
M 28 ~ TM2C25-3 310.5 S0 TM2
M 51 ~ TMSH-D50-FMA25.4-3 310.51S0TM2
M 14 ~ TMC12-2.TMC20-2 210.75 ISOTM2
M 18 ~ TMC16-3 124/001. TMNC16-3 310.75 ISOTM2
TM2C20-2 210.75 ISOTM2
M 19 ~ TMC16-3 310.75 ISOTM2
P0.75 M 22 ~ TMNC20-3 310.751SOTM2
M 23 ~ TMC20-3 310.75 ISO TM2
M 25 ~ TMLC25-3 310.75 ISOTM2
M 29 ~ T™M2C25-3 310.75 ISOTM2
M 52 ~ TMSH-D50-FMA25.4-3 310.75 ISO TM2
M 15 ~ TMC12-2.TMC20-2 211.01S0TM2
W 19 ~ TMC16-3 124/001 311.01S0TM2
TMNC16-3 311.01SOTM2
TM2C20-2 211.01S0TM2
M 20 ~ TMC16-3 311.01S0TM2
M 22 ~ TMNC20-3 311.01SOTM2
M 23 ~ TMC20-3 311.01S0TM2
M 25 ~ TMLC25-3 311.01SOTM2
M 28 ~ TMC25-5 124/004 511.01SOTM2
7 M 29 ~ TM2C25-3 311.01S0TM2
M 33 ~ TMC25-5. TMLC25-5 511.01SOTM2
M 41 ~ TMC32-5. TMLC32-5, TMNC32-5 511.01SOTM2
M 46 ~ TM2C32-5 511.01SOTM2
M 53 ~ TMSH-D50-FMA25.4-3 311.01S0TM2
M 66 ~ TMSH-D63-FMA25.4-5 511.01SOTM2
M 83 ~ TMSH-D80-FMA25.4-5 511.01SOTM2
M103 ~ TMSH-D100-FMA31.75-5 511.01SOTM2
M128 ~ TMSH-D125-FMA38.1-5 511.01SOTM2
M 16 ~ TMC12-2. TMC20-2 211.251S0TM2
TMC16-3 124/001 311.251SOTM2
M 20 ~ TMNC16-3 311.25 IS0 TM2
TM2C20-2 211.25 1SOTM2
M 21 ~ TMC16-3 311.25 ISOTM2
M 23 ~ TMNC20-3 311.25 IS0 TM2
M 24 ~ TMC20-3 311.25 IS0 TM2
M 26 ~ TMLC25-3 311.25 ISOTM2
M 29 ~ TMC25-5 124/004 511.251SOTM2
P1.25 M 30 ~ TM2C25-3 311.251SOTM2
M 35 ~ TMC25-5. TMLC25-5 511.25 ISOTM2
M 42 ~ TMC32-5. TMLC32-5. TMNC32-5 511.251SOTM2
M 48 ~ TM2C32-5 511.25 ISO TM2
M 55 ~ TMSH-D50-FMA25.4-3 311.25 ISOTM2
M 68 ~ TMSH-D63-FMA25.4-5 511.251SOTM2
M 85 ~ TMSH-D80-FMA25.4-5 511.25 IS0 TM2
M105 ~ TMSH-D100-FMA31.75-5 511.25 ISOTM2
M130 ~ TMSH-D125-FMA38.1-5 511.25 ISOTM2
M 16 ~ TMC12-2. TMC20-2 211.51S0TM2
P1.5 " 20 ~ TMC16-3 124/001 311.51S0TM2
TMNC16-3 311.51S0TM2

KBENFRIREFEEELEDET,

% Blue characteres are special order items.
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M oA X

Thread Size

RIVFRAY b~

BIHRT A Tool Body

Multi-Point

B P — B insert

Y VGIUiRA >k Single Point

JBFRT A Tool Body

B Y — B Insert

TM2C20-2 211.51S0TM2
M 22~ TMC16-3 311.5 ISOTM2
M 24 ~ TMNC20-3 311.51S0TM2
M 25 ~ TMC20-3 311.51SOTM2
M 26 ~ TM25C 18C23-86-2U 2UIDB60TM
M 27 ~ TMLC25-3 311.51SOTM2
M 28 ~ TM35C 20C26-105-2U 2UIDB60TM
M 30 ~ TMC25-5 124/004 511.51SOTM2
M 31 ~ TM2C25-3 311.51SOTM2
M 33 ~ TM45C 25C31-115-2U 2UIDB60TM
M 35 ~ TMC25-5. TMLC25-5 511.51SOTM2
M 39 ~ TM35C 28C36-144-3U 3UIDB60TM
M 40 ~ TMC32-6B 6B11.51SOTM2
P15 M 43 ~ TMC32-5. TMLC32-5, TMNC32-5 511.51SOTM2
M 45 ~ TM45C D42-16-3U 3UIDB60TM
M 48 ~ TM2C32-5 511.51SOTM2
M 51 ~ TMC40-6B 6B11.51SOTM2
M 52 ~ TM55C D48-22-3U 3UIDB60TM
M 56 ~ TMSH-D50-FMA25.4-3 511.51SOTM2
M 59 ~ TMLC42-68 6B11.51SOTM2
M 60 ~ TM65C D56-22-3U 3UIDB60TM
M 69 ~ TMSH-D63-FMA25.4-5 511.51SOTM2
TMSH-D80-FMA25.4-68 6B11.51SOTM2
M 86 ~ TMSH-D80-FMA25.4-5 511.5 SO TM2
M106 ~ TMSH-D100-FMA31.75-5 511.5 SO TM2
M131 ~ TMSH-D125-FMA38.1-5 511.51SOTM2
M 21 ~ TMC16-3 124/001. TMNC16-3 311.751SOTM2
M 23 ~ TMC16-3 311.75 1SOTM2
M 25 ~ TMNC20-3 311.751SOTM2
M 26 ~ T™MC20-3 311.75 S0 TM2
M 28 ~ TMLC25-3 311.751S0TM2
M 31 ~ TMC25-5 124/004 511.751SOTM2
M 32 ~ TM2C25-3 311.75 1SOTM2
P1.75 M 36 ~ TMC25-5. TMLC25-5 511.751SOTM2
M 44 ~ TMC32-5. TMLC32-5, TMNC32-5 511.75 ISOTM2
M 49 ~ TM2C32-5 511.751SOTM2
M 57 ~ TMSH-D50-FMA25.4-3 311.75 S0 TM2
M 70 ~ TMSH-D63-FMA25.4-5 511.75 SO TM2
M 87 ~ TMSH-D80-FMA25.4-5 511.751SOTM2
M107 ~ TMSH-D100-FMA31.75-5 511.75 ISOTM2
M132 ~ TMSH-D125-FMA38.1-5 511.75 SO TM2
M 14 ~ M21 | TMC12-2. TMC20-2 212.01SO TM 028/004
M 22 ~ TMC16-3 124/001. TMNC16-3 312.01SOTM2
M 23 ~ T™MC16-3 312.01SOTM2
M 25 ~ TMNC20-3 312.01SOTM2
M 26 ~ TMC20-3 312.01SOTM2 TM2SC 18C23-86-2U 2UIDB60TM
M 28 ~ TMLC25-3 312.01SOTM2
M 29 ~ TM35C 20C26-105-2U 2UIDB60TM
M 32 ~ TMC25-5 124/004 512.01SOTM2
P2 M 33 ~ TM2C25-3 312.01SOTM2
M 34 ~ TM45C 25C31-115-2U 2UIDB60TM
M 37 ~ TMC25-5, TMLC25-5 512.01SOTM2
M 39 ~ TM35C 28C36-144-3U 3UIDB60TM
M 42 ~ TMC32-6B 6B12.01SOTM2
M 44 ~ TMC32-5. TMLC32-5, TMNC32-5 512.0 1SOTM2
M 45 ~ TMA4SC D42-16-3U 3UIDB60TM
M 50 ~ TM2C32-5 512.0 SO TM2
M 52 ~ TM5SC D48-22-3U 3UIDB60TM

HENFRIREIEELLDET,

% Blue characteres are special order items.
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HY- PRO P nuﬂ(isulﬁ%ii Tool Selection Guide by Screw Size

N FROM |

AL HA X TIVFRA K Multi-Point VG IViRkA b Single Point
Thread Size BV T A Tool Body B P — N insert BIHRT « Tool Body B P — N insert
M 53 ~ TMC40-6B 6BI 2.0 ISO TM2
M 57 ~ TMSH-D50-FMA25.4-3 312.0ISOTM2
M 60 ~ TMLC42-6B 6B 2.0 ISO TM2 TM6SC D56-22-3U 3UIDB60 TM
M 70 ~ TMSH-D63-FMA25.4-5 512.0I1SOTM2
P2 M 87 ~ TMSH-D80-FMA25.4-6B 6Bl 2.0 ISO TM2
TMSH-D80-FMA25.4-5 512.0ISOTM2
M107 ~ TMSH-D100-FMA31.75-5 512.0I1SOTM2
M132 ~ TMSH-D125-FMA38.1-5 512.0I1SOTM2
M 20 ~M 21 TMC16-3 124/001 312.5ISOTM 028/005
M 22 ~M 34 | TMC25-4 124/002 412.51SOTM 028/006
M 27 ~ TM2SC 18C23-86-2U 2UIDC60 TM
M 30 ~ TM3SC 20C26-105-2U 2UIDC60 TM
M 34 ~ TMC25-5 124/004 512.51SOTM2 TM4SC 25C31-115-2U 2UIDC60 TM
M 40 ~ TMC25-5. TMLC25-5 512.51SOTM2 TM3SC 28C36-144-3U 3UIDE60 TM
e M 46 ~ TM4SC D42-16-3U 3UIDE60 TM
M 47 ~ TMC32-5.TMLC32-5. TMNC32-5 512.51SOTM2
M 52 ~ TM2C32-5 512.51SOTM2 TM5SC D48-22-3U 3UIDE60 TM
M 60 ~ TM6SC D56-22-3U 3UIDE60 TM
M 73 ~ TMSH-D63-FMA25.4-5 512.5I1SOTM2
M 90 ~ TMSH-D80-FMA25.4-5 512.51SOTM2
M110 ~ TMSH-D100-FMA31.75-5 512.51SOTM2
M135 ~ TMSH-D125-FMA38.1-5 512.51SOTM2
M 24 ~M 35 TMC25-4 124/002 41 3.0 ISOTM 028/007
M 27 ~ TM2SC 18C23-86-2U 2UIDC60 TM
M 30 ~ TM3SC 20C26-105-2U 2UIDC60 TM
M 35 ~ TM4SC 25C31-115-2U 2UIDC60 TM
M 36 ~M 42 TMC25-5.TMLC25-5 513.0ISOTM 028/009
M 37 ~ TMC25-5 124/004 513.0I1SOTM2
M 41 ~ TM3SC 28C36-144-3U 3UIDE60 TM
M 42 ~ TMC25-5.TMLC25-5 513.0I1SOTM2
M 47 ~ TMC32-6B 6BI 3.0 ISO TM2
P3 M 48 ~ TM4SC D42-16-3U 3UIDE60 TM
M 50 ~ TMC32-5,TMLC32-5, TMNC32-5 513.0ISOTM2
M 52 ~ TM5SC D48-22-3U 3UIDE60 TM
M 55 ~ TM2C32-5 513.0I1SOTM2
M 58 ~ TMC40-6B.TMLC42-6B 6BI 3.0 ISOTM2
M 60 ~ TM6SC D56-22-3U 3UIDE60 TM
M 75 ~ TMSH-D63-FMA25.4-5 513.0I1SOTM2
M 92 ~ TMSH-D80-FMA25.4-6B 6BI 3.0 ISO TM2
TMSH-D80-FMA25.4-5 513.0I1SOTM2
M112 ~ TMSH-D100-FMA31.75-5 513.0I1SOTM2
M137 ~ TMSH-D125-FMA38.1-5 513.0I1SOTM2
M 30 ~ TM2SC 18C23-86-2U 2UIDC60 TM
TM3SC 20C26-105-2U 2UIDC60 TM
M 30 ~M 37 | TMC25-5124/004 513.5ISOTM 028/008
M 36 ~ TM4SC 25C31-115-2U 2UIDC60 TM
M 41 ~ TMC25-5 124/004 513.51SOTM2
M 42 ~ TM3SC 28C36-144-3U 3UIDE60 TM
P35 M 46 ~ TMC25-5, TMLC25-5 513.5I1SOTM2
M 48 ~ TM4SC D42-16-3U 3UIDE60 TM
M 53 ~ TMC32-5, TMLC32-5. TMNC32-5 513.51SOTM2
M 54 ~ TM5SC D48-22-3U 3UIDE60 TM
M 58 ~ TM2C32-5 513.51SOTM2
M 62 ~ TM6SC D56-22-3U 3UIDE60 TM
M 77 ~ TMSH-D63-FMA25.4-5 513.51SOTM2
M 94 ~ TMSH-D80-FMA25.4-5 513.51SOTM2

KBENFIFREEELLDETT,

% Blue characteres are special order items.
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TILFRA ~  Multi-Point Y VGIUiRA >k Single Point

M oA X

Thread Size BV T A Tool Body BIHA P — N insert TN T A Tool Body BIHA P — N insert

M114 ~ TMSH-D100-FMA31.75-5 513.51SOTM2
P3.5 M139 ~ TMSH-D125-FMA38.1-5 513.51SOTM2
TM25C 18C23-86-2U 2UIDC60 TM
M 36 ~ TM3SC 20C26-105-2U 2UIDC60 TM
TM45C 25C31-115-2U 2UIDC60 TM b 5
M 36 ~M 42 | TMC25-5.TMLC25-5 514.01SO TM 028/010 ﬁ ]
M 42 ~ TM3SC 28C36-144-3U 3UIDH60 TM X5
M 44 ~ TMC25-5 124/004 514.01SOTM2 m;
M 48 ~ TMC25-5, TMLC25-5 514.01SOTM2 TM4SC D42-16-3U 3UIDH60TM Ei 8
M 54 ~ TMC32-6B 6B1 4.0 1SOTM2 $ =
M 55 ~ TM5SC D48-22-3U 3UIDH60 TM =
P4 M 56 ~ TMC32-5. TMLC32-5. TMNC32-5 514.01SOTM2 7
M 60 ~ TMC40-6B 6B1 4.0 1SOTM2
M 62 ~ TM2C32-5 514.01SOTM2
M 64 ~ TM6SC D56-22-3U 3UIDH60TM
M 68 ~ TMLC42-6B 6BI 4.0 1SOTM2
M 78 ~ TMSH-D63-FMA25.4-5 514.01SOTM2
TMSH-D80-FMA25.4-6B 6B1 4.0 1SOTM2
M 95 ~ TMSH-D80-FMA25.4-5 514.01SOTM2
M115 ~ TMSH-D100-FMA31.75-5 514.01SOTM2
M140 ~ TMSH-D125-FMA38.1-5 514.01SOTM2
M 42 ~ TM3SC 28C36-144-3U 3UIDH60TM
M 42 ~M 52 | TMC25-5.TMLC25-5 514.51SOTM 028/011
M 48 ~ TMC25-5 124/004 514.51SOTM2 TM4SC D42-16-3U 3UIDH60TM
M 53 ~ TMC25-5,. TMLC25-5 514.51SOTM2
M 54 ~ TM5SC D48-22-3U 3UIDH60TM
M 58 ~ TMC32-6B 6B1 4.5 ISOTM2
TMC32-5. TMLC32-5. TMNC32-5 514.51SOTM2
M 60 ~ TMC40-6B 6B14.51SOTM2
pa.3 M 62 ~ TM6SC D56-22-3U 3UIDH60TM
M 66 ~ TM2C32-5 514.51SOTM2
M 70 ~ TMLC42-6B 6BI 4.5 SO TM2
M 80 ~ TMSH-D63-FMA25.4-5 514.51SOTM2
TMSH-D80-FMA25.4-6B 6BI 4.5 ISOTM2
M 97 ~ TMSH-D80-FMA25.4-5 514.51SOTM2
M117 ~ TMSH-D100-FMA31.75-5 514.51SOTM2
M142 ~ TMSH-D125-FMA38.1-5 514.51SOTM2
TMC32-6B 6B15.0 1SOTM2 TM3SC 28C36-144-3U 3UIDH60TM
M 48 ~ TM4SC D42-16-3U 3UIDH60TM
M 54 ~ TM5SC D48-22-3U 3UIDH60 TM
P5 M 58 ~ TMC40-6B 6B1 5.0 ISOTM2
M 62 ~ TM6SC D56-22-3U 3UIDH60TM
M 72 ~ TMLC42-6B 6BI 5.0 ISOTM2
M 99 ~ TMSH-D80-FMA25.4-6B 6B1 5.0 1SOTM2
TM3SC 28C36-144-3U 3UIDH60TM
M 56 ~ TMC32-6B 6B15.51SOTM2 TM4SC D42-16-3U 3UIDH60TM
TM5SC D48-22-3U 3UIDH60TM
P5.5 M 60 ~ TMC40-6B 6B1 5.5 1SOTM2
M 63 ~ TM6SC D56-22-3U 3UIDH60TM
M 74 ~ TMLC42-6B 6BI 5.5 ISOTM2
M101 ~ TMSH-D80-FMA25.4-6B 6B1 5.5 ISOTM2
TM3SC 28C36-144-3U 3UIDH60TM
M 64 ~ TMC32-6B. TMC40-6B 6BI 6.0 1SO TM2 TMASC D42-16-3U SUIDH60TM
o6 TM5SC D48-22-3U 3UIDH60 TM
TM6SC D56-22-3U 3UIDH60TM
M 76 ~ TMLC42-6B 6B1 6.0 1SOTM2
M103 ~ TMSH-D80-FMA25.4-6B 6B16.0 ISOTM2

HENFRREIEELLDET,

% Blue characteres are special order items.

&




HY- PRO P nuﬂ(isulﬁ%ii Tool Selection Guide by Screw Size

1: 7 7 ’r wh Um Unified screw thread (internal)

1L HSRCHAZ TIVFRAT K Multi-Point TVJ)iRAL 2k Single Point
L2l licchie JERVINT A Tool Body B P — S Insert BIGHIRT A Tool Body B P — B Insert
43 Y2 ~ TMC12-2,TMC20-2 2148 UNTM2
%~ TM2C20-2 2148 UNTM2
%6 ~ TMC12-2,TMC20-2 2132 UNTM2
he ~ a3 124001 3132 UNTM2
TM2C20-2 2132 UNTM2
32 e~ TMC16-3 3132 UNTM2
% ~ TMNC20-3. TMC20-3 3132 UNTM2
1 ~ TMLC25-3 3I132UNTM2
1 %~ TM2C25-3 3I132UNTM2
Yis ~ TMC12-2, TMC20-2 2128 UNTM2
%~ $m:\:11c61_63-;24/ 001 3128 UNTM2
s TM2C20-2 2128 UNTM2
28 TMC16-3 3128 UNTM2
s ~ TMNC20-3 3128 UNTM2
e ~ TMC20-3 3128 UNTM2
1 == TMLC25-3 3128 UNTM2
1 %6 ~ TM2C25-3 3128 UNTM2
Yo ~ TMC12-2. TMC20-2 2124 UNTM2
% ~ Im&ﬁ:; 24/001 3124 UNTM2
s TM2C20-2 2124 UNTM2
TMC16-3 3124 UNTM2
s ~ TMNC20-3 3124 UNTM2
- 5he ~ TMC20-3 3124 UNTM2
1 ~ TMLC25-3 3124 UNTM2
1 %~ TMC25-5 124/004 5124 UNTM2
1 % ~ TM2C25-3 3124 UNTM2
1 %6 ~ TMC25-5, TMLC25-5 5124 UNTM2
1 %~ mﬁgzs—\sTMLcsz-s 5124 UNTM2
1 %~ TM2C32-5 5124 UNTM2
Y ~ TMC12-2,TMC20-2 2120 UNTM2
e ~ T3 124/001 3120 UNTM2
o~ TM2C20-2 2120 UNTM2
TMC16-3 3120 UNTM2
%6 ~ TMNC20-3 3120 UNTM2
o 1 ~ TMC20-3 3120 UNTM2
1 Yhe ~ TMLC25-3 3120 UNTM2
1 T TM2C25-3 3120 UNTM2
TMC25-5 124/004 5120 UNTM2
1 %~ TMC25-5, TMLC25-5 5120 UNTM2
1 %~ magg_‘f_f""m”'s 5120 UNTM2
1 %~ TM2C32-5 5120 UNTM2
e ~ TMC12-2,TMC20-2 2118 UNTM2
o ~ a3 124001 3118 UNTM2
Yo TM2C20-2 2I 18 UNTM2
TMC16-3 3118 UNTM2
18 546 ~ TMNC20-3 3118 UNTM2
1 ~ TMC20-3 3118 UNTM2
1 Yie ~ TMLC25-3 3118 UNTM2
1 %6 ~ TMC25-5 124/004 5118 UNTM2
1 %~ TM2C25-3 3118 UNTM2
1 %~ TMC25-5, TMLC25-5 5118 UNTM2
KEXNFFZFEELLEDET, % Blue characteres are special order items. m

s



AL HA X TILFRA ~ Multi-Point TVGIUIRA 2 k  Single Point

Thread Size BIHRT « Tool Body BISA Y — N insert BT A Tool Body BISA Y — N insert
18 16 ~ mggﬁ’_‘;w‘c”'s 5118 UNTM2
2~ TM2C32-5 5118 UNTM2
e ~ TMC12-2, TMC20-2 2116 UNTM2
3o ~ TS 124/001 3116 UNTM2 z‘% 5
o TM2C20-2 2116 UNTM2 v 2
TMC16-3 3116 UNTM2 ok
e ~ TMNC20-3 3116 UNTM2 s
1~ TMC20-3 3116 UNTM2 TM25C 18C23-86-2U 2UIDB60TM 58
1 e ~ TMLC25-3 3116 UNTM2 1=
1 %~ TM3SC 20€26-105-2U 2UIDB60TM 5
16 1 %16 ~ TMC25-5 124/004 5116 UNTM2
1 %~ TM2C25-3 3116 UNTM2
1 %~ TM45C 25C31-115-2U 2UIDB60TM
1 % ~ TMC25-5, TMLC25-5 5116 UNTM2
1 %6 ~ TM3SC 28C36-144-3U 3UIDB60TM
1"%e ~ mag;_‘sm"c”'s 5116 UNTM2
1 %~ TM45C D42-16-3U 3UIDB60TM
1% ~ TM2C32-5 5116 UNTM2
2~ TM5SC D48-22-3U 3UIDB60TM
2 %~ TM6SC D56-22-3U 3UIDB60 TM
e ~ TMC12-2, TMC20-2 2114 UNTM2
o~ m&i:; 24/001 3114 UNTM2
ke TM2C20-2 2114 UNTM2
TMC16-3 3114 UNTM2
1~ TMNC20-3,TMC20-3 3114 UNTM2 TM25C 18C23-86-2U 2UIDB60 TM
1 %~ TMLC25-3 3114 UNTM2 TM3SC 20€26-105-2U 2UIDB60TM
' e TM2C25-3 3114 UNTM2
14 TMC25-5 124/004 5114 UNTM2
1 %~ TM45C 25C31-115-2U 2UIDB60TM
1 % ~ TMC25-5, TMLC25-5 5114 UNTM2
1 %~ TM3SC 28C36-144-3U 3UIDB60TM
1%~ TVCa2s, TMLC32S 5114UNTM2 TM4SC D42-16-3U 3UIDB60TM
1% ~ TM2C32-5 5114 UNTM2
~ TMS5SC D48-22-3U 3UIDB60TM
2 %~ TM65C D56-22-3U 3UIDB60TM
%~ T3 124001 3113 UNTM2
e ~ TMC16-3 3113 UNTM2
1~ TMNC20-3 3113 UNTM2
1 e ~ TMC20-3 3113 UNTM2
. 1 %~ TMLC25-3 3113 UNTM2
1 %~ TMC25-5 124/004 5113 UNTM2
1 %6 ~ TM2C25-3 3113 UNTM2
1%~ TMC25-5, TMLC25-5 5113 UNTM2
1 %~ ThCa2 s, MGz 5113 UNTM2
2~ TM2C32-5 5113 UNTM2
%~ T3 1240001 3112UNTM2
e ~ TMC16-3 3112UNTM2
12 1~ TMNC20-3 3112 UNTM2
1 Ye ~ TMC20-3 3112 UNTM2 TM25C 18C23-86-2U 2UIDB60TM
1 %~ TMLC25-3 3112 UNTM2
HBENFIFRIFEELLEDET, % Blue characteres are special order items. m

pocid 5¢)



HY- PRO P nuﬂ(isulﬁ%ii Tool Selection Guide by Screw Size

N FROM |

R LHA X TIVFRA K Multi-Point VGIikA4 Tk Single Point
e i BIGRT o Tool Body BIHA P — N insert BT A Tool Body BISA Y — N insert
1 %6 ~ TM3SC 20C26-105-2U 2UIDB60 TM
1 Y~ TMC25-5 124/004 5112 UNTM2
1 %6 ~ TM2C25-3 3112 UNTM2
1 %~ TM4SC 25C31-115-2U 2UIDB60 TM
1 %~ TMC25-5, TMLC25-5 5012 UNTM2
12 1 %6 ~ TM3SC 28C36-144-3U 3UIDB60 TM
1 %~ mﬁsczs-zs_}'TMLcsz-s 5112 UNTM2
11%6 ~ TMA4SC D42-16-3U 3UIDB60 TM
2~ TM2C32-5 5112 UNTM2 TM5SC D48-22-3U 3UIDB60 TM
2 %~ TM6SC D56-22-3U 3UIDB60 TM
% ~ mﬁg:;z‘” o8 3111.5 UNTM2
5he ~ TMC16-3 3111.5 UNTM2
1 Yhe ~ TMNC20-3, TMC20-3 3111.5 UNTM2
1 %6 ~ TMLC25-3 3111.5 UNTM2
11.5 1 %~ TMC25-5 124/004 5111.5 UNTM2
1 %6 ~ TM2C25-3 3111.5 UNTM2
1 %~ TMC25-5, TMLC25-5 5111.5 UNTM2
1196 ~ Va5, MGz 5111.5 UNTM2
2~ TM2C32-5 5111.5 UNTM2
1 Y~ TMC25-5 124/004 5111 UNTM2
1 %~ TMC25-5, TMLC25-5 5111 UNTM2
" 1 %6 ~ mﬁgzs—\sTMLcsz-s 5111 UNTM2
2~ TM2C32-5 5111 UNTM2
1 Yhe ~ TM2SC 18C23-86-2U 2UIDC60 TM
1 %~ TM3SC 20C26-105-2U 2UIDC60 TM
1 %6 ~ TMC25-5 124/004 5110 UNTM2
1 %~ TMA4SC 25C31-115-2U 2UIDC60 TM
1 %e ~ TMC25-5, TMLC25-5 5110 UNTM2
10 1 %~ TM3SC 28C36-144-3U 3UIDE60 TM
1 %~ mﬁsczs-zs_;TMLcsz-s 5110 UNTM2 TMA4SC D42-16-3U 3UIDE60 TM
2 Ve ~ TM2C32-5 5110 UNTM2
2 v~ TM5SC D48-22-3U 3UIDE60 TM
2 %~ TM6SC D56-22-3U 3UIDE60 TM
1 %~ TMC25-5 124/004 519 UNTM2
11%he ~ TMC25-5, TMLC25-5 519 UNTM2
° 2~ THC32S, TMLCS2:5 519 UNTM2
2 e ~ TM2C32-5 519 UNTM2
1 Yhe ~ TM2SC 18C23-86-2U 2UIDC60 TM
1 %6 ~ TM3SC 20C26-105-2U 2UIDC60 TM
1 %~ TMC25-5 124/004 518 UNTM2
1 7he ~ TMA4SC 25C31-115-2U 2UIDC60 TM
1 %~ TM3SC 28C36-144-3U 3UIDE60 TM
3 11%e ~ TMC25-5, TMLC25-5 518 UNTM2
11%6 ~ TMA4SC D42-16-3U 3UIDE60 TM
2~ mﬁsé-zs_\sTMLcsz-s 518 UNTM2
2 %~ TM5SC D48-22-3U 3UIDE60 TM
2 %6 ~ TM2C32-5 518 UNTM2
2 %~ TM6SC D56-22-3U 3UIDE60 TM
KENFFZFEELLEDETT, % Blue characteres are special order items. m

s



AL HA X TILFRA ~ Multi-Point TVGIUIRA 2 k  Single Point

Thread Size BIHRT « Tool Body BISA Y — N insert BT A Tool Body BISA Y — N insert
1 %~ TM2SC 18C23-86-2U 2UIDC60 TM
1 %~ TM3SC 20C26-105-2U 2UIDC60 TM
1 %~ TMC25-5 124/004 517 UNTM2
7 1% ~ TMC25-5, TMLC25-5 517 UNTM2 fo)
2 %~ ThCa2 5, MGz 517 UNTM2 %2
216 ~ TM2C32-5 517 UNTM2 3E o
" TM25C 18C23-86-2U 2UIDC60 TM 1| ®
TM3SC 20C26-105-2U 2UIDC60 TM W z
1%~ TM4SC 25C31-115-2U 2UIDC60 TM A3
1 %~ TMC25-5 124/004 516 UNTM2 TM3SC 28C36-144-3U 3UIDH60 TM 4=
1156 ~ TM4SC D42-16-3U 3UIDH60 TM 2
2~ TMC25-5, TMLC25-5 516 UNTM2
a 2 %~ TM5SC D48-22-3U 3UIDH60 TM
2 %6 ~ TMC32-6B 6BI 6 UNTM2
2 Y~ magg’_‘;w‘c”'s 516 UNTM2
2 he ~ TM2C32-5 516 UNTM2
2 %~ TMC40-6B 6BI 6 UNTM2
2 h~ TM6SC D56-22-3U 3UIDH60 TM
2 %6 ~ TMLC42-6B 6BI 6 UNTM2
1 %~ TM3SC 28C36-144-3U 3UIDH60 TM
1 %~ TMC32-6B 6BI 5 UNTM2
1156 ~ TM4SC D42-16-3U 3UIDH60 TM
5 2 e ~ TM5SC D48-22-3U 3UIDH60 TM
2 e ~ TMC40-6B 6BI 5 UNTM2
2 Yo~ TM6SC D56-22-3U 3UIDH60 TM
2 %~ TMLC42-6B 6BI 5 UNTM2
, - TMC32-6B 6BI 4.5 UN TM2 TM3SC 28C36-144-3U 3UIDH60 TM
TM4SC D42-16-3U 3UIDH60 TM
s 2 Y~ TMLC42-6B 6BI 4.5 UNTM2 TM5SC D48-22-3U 3UIDH60 TM
2 %~ TMC40-6B 6BI 4.5 UNTM2
1156 ~ TMLC42-6B 6BI 4.5 UN TM2
2 o~ TM6SC D56-22-3U 3UIDH60 TM
2 The ~ TMLC42-6B 6BI 4 UNTM2
TMC32-6B. TMC40-6B 6BI 4 UNTM2 TM3SC 28C36-144-3U 3UIDH60 TM
4 5 TM4SC D42-16-3U 3UIDH60 TM
TM5SC D48-22-3U 3UIDH60 TM
TM6SC D56-22-3U 3UIDH60 TM
MBENFIFZFEEELDET, % Blue characteres are special order items.



w1 AML— hyvyﬂﬁéwﬂ?l)%ﬂ%—%i Description (Straight Shank Body, Multi-Point)
TMNC20-3LH
|

RARG1D ZLIWK—ILOEER I+ IF ERATES TV - X NIx|AA7
Shape Type Qil hole Shank Size Insert Size Type

faLtlb 8/ [ 1R0EEy 1T ‘C FAWR=IVE| oy (=N AEE | (/=M | 1V —PAEME i L
IS4 Non | Standard, 1 Insert Internal Coolant YAl Insert Size No. | Insert Size | Inscribed Circle Non REE?%FTT»{
= WOV ISL7 ~F a0 %" ight Han
DEF L | Long Neck, 1 Insert ;(\%si—fef;creg\;i)th d>“12 52 g _;4.. 1(6)'35 i 124/
i 2MUEEEES (T | oilhole S sizes: s mm
Thread Milling 2 1 Shank Sizes: 4 15" 127 mm o
with 2 Inserts ®12t0 42 . : LH | EBFRRT«
N | BRERF—/\RUR 5 % 15.875mm Left Hand
for Taper Pipe Threads 6B 3'B 19.05 mm

’\4 7D ja*‘y l\ﬁ ‘yg 7}[’?7'-:4? h HY-PRO P Multi-Point

HY-PRO P

PNTCYILFRILV b
[ | TMCI‘R?"( (1*&” °$§2E947°) TMC Body (1 insert- standard type)

- z
a
[ LF
\
oA N
pe5s  Eim) P.46~P.53

2019ﬂ51Oﬁdiblﬂﬁﬁ'kﬂ"\‘f‘“‘f@@.b“‘gﬁlc__HD?? The color of the tool body will change sequentially from October 2019 %{ﬁmm Unit:mm

Y—JUNo. {H-MHMAEE =3 B TR DAL B P RES 1R TRAEAAS

EDP No. Insert Size No. LF LU DCON DN DC Stock (Yen)
7710112 TMC12-2 70 12 12 33,600
7710132 TMC20-2 2 8.9 11.5 37,200
85 20 20

7710232 TMC20-2LH 37,200

7710023 TMC16-3 124/001 91 20.5 16 12.2 15.5 46,800

7710123 TMC16-3 3 920 22 16 13.6 17 37,000

7710133 TMC20-3 95 43 20 16.6 20 c 40,600

7710044 TMC25-4 124/002 4 88 30 25 134 18 58,300

7710045 TMC25-5 124/004 98 40 19 25 58,300

7710145 TMC25-5 25 46,800

5 110 52 24 30

7710245 TMC25-5LH 46,800

7710155 TMC32-5 120 58 32 31 37 53,200

7710156 TMC32-6B 6B 115 53 32 27 35 52,700

- TMC40-6B 135 63 40 38 46 * -
CIZHEBER * =54 (=Standard stockitem 3 =Special order items
- PAOVDHRBFP.S~6ZCTETEL, - See p.5 ~6 for explanation of icons.
© LHRT A DFEBRICDWVTIEP4A4ZBIE TS, - For cautions of using LH Body : please refer to p.44
AV —hEDHEFEDEF. [TEETEXR(P33~)] - To use in combination with a insert, please refer to the

BRUNCTOTSLERY T [ThreadPro(RALw R70) | TD “Tool Selection Guide by Screw Size” on p.33 ~ or utilize our

BETERFBERZCSE T, NC code generator software‘ThreadPro” to automatically select
- ThreadProD/\R& A FE[TILFED | ZEIRTE L\, the best option available.

- Please select "stairs" for the path type in ThreadPro.

s



I\{ jon 705*‘y th ‘yg 7}"?#:4) h HY-PRO P Multi-Point

HY-PRO P

PNTCRILFRALV b
. TMLCI'R?"{(‘I&E i I:I“Jﬁﬁ"f?") TMLC Body (1 insert- long type)

LU Jl
8
— et B iR e 8 ﬂ 5
o
8 Xs
LF s
7z
58
1
5E
Pes | L) P46~P.53
2019&1 OHJ:DJ"E;’A-'I ‘\‘5:40)@73“‘§E|C7JD§? The color of the tool body will change sequentially from October 2019 B :mm Unit:mm
M- M 255 £33 BTR DAL R sz £ TR
EDP No. Insert Size No. LF LU DCON DN DC Stock (Yen)
7710343 TMLC25-3 3 125 25 25 18.6 22 57,300
7710345 TMLC25-5 s 150 92 25 24 30 c 57,300
7710355 TMLC32-5 160 98 32 31 37 66,400
7710366 TMLC42-6B 6B 200 80 42 45 53 104,000
C=1Z#7EEM C=Standard stock item
c PAIVDFHRAIFP.S~6ZCE T, - See p.5 ~6 for explanation of icons.
s AVY—bhEDEFEDEIF. [TEEERP33~)] - To use in combination with a insert, please refer to the
BROUNCTOISLERY T+ [ThreadPro(ALw RZ70O) I TD “Tool Selection Guide by Screw Size” on p.33 ~ or utilize our
BETERRBRZCSE TS, NC code generator software“ThreadPro” to automatically select

+ ThreadProD/\R&A T F[VXILFIED ] ZZIRTEW, the best option available.
- Please select "stairs" for the path type in ThreadPro.

BERT « ERLEDEE R Precautions for using normal holder

SBRERT <X BBFRT 1T - The normal body is right-handed.
AR -ERUOEmADINITEET, - The normal body can be used to mill both right and left-handed threads.

pocid ®



’\4 70D ja*‘y I\jj ‘y g 7}b§¢:4y I\ HY-PRO P Multi-Point

HY-PRO P

PNTCRILFRLV b
- TMZC$5’4(2*&E 'Eﬂhgg’f j) TM2C Body (2 inserts, high efficiency type)

a il
o
(@]
[m]
AN IN
P65 | £z P.46~P.53
201 QE-I OH J: D"'E;’Xﬁ?{ oéb‘gﬁl:’g D *j The color of the tool body will change sequentially from October 2019 %ﬁ.mm Unit:mm
Y—JUNo. I9-M 255 2R BNR IPIORE BE SE 7B TRAEAAS
EDP No. Insert Size No. LF LU DCON DN DC Stock (Yen)
7710532 TM2C20-2 2 85 20 20 14.4 17 54,300
7710543 TM2C25-3 3 100 43 25 225 26 C 68,400
7710555 TM2C32-5 5 120 45 32 36 42 78,600

C=1Z#£7E B C=Standard stock item

. TMNCW\?"((‘IHE 'Efﬁv_'—l \"hlﬁﬁ) TMNC Body (1 insert- for taper pipe threads)

P4
o
—{(—; o SRfSERARRARaRaIAnan SRTARRARnRRAnAnas, -

i AW al  Ve\[ 1] 1 ] 8
LU L LS
LF
AN
pes  (E25) P.46~P.53
2019ﬂ£1 0%*0]";;’*"7'%?4@@73“@%[:730*? The color of the tool body will change sequentially from October 2019 %ﬁ.mm Unit:mm
M- NS E=3 BHIR IvIIR | IvVIR =23 S2 1EE IRAEfHAR
EDP No. ype Insert Size No. LF LU DCON LS DN DC Stock (Yen)
7710723 TMNC16-3 90 22 16 48 12.5 15.5 37,000
7710823 TMNC16-3LH 3 90 22 16 48 12.5 15.5 c 37,000
7710733 TMNC20-3 85 23 20 50.9 15 19 40,600
7710833 TMNC20-3LH 85 23 20 50.9 15 19 40,600
— TMNC32-5 —
5 120 58 32 60.3 31 37 *
— TMNC32-5LH —
C=1E#7E R * =14 C=Standard stock item s =Special order items
- PAOVDHRBEEFP.5S~6FECE T, - See p.5 ~6 for explanation of icons.
- LHRT o DEBRICDVTIEPA4Z BRI, - For cautions of using LH Body : please refer to p.44
- AVY—hEDHEIFEDEIF. [TEEERP33~)] - To use in combination with a insert, please refer to the
BRONCTOTSLERY T b [ThreadPro(RLw RZO) | TD “Tool Selection Guide by Screw Size” on p.33 ~ or utilize our
BETERRBRZCSE TS, NC code generator software“ThreadPro” to automatically select
- ThreadProD/\ A& A FIF[VILFED | ZRIRTEW, the best option available.

- Please select "stairs" for the path type in ThreadPro.

s



.EKE‘: Parts

% 957 7hRt LyF
19— MRS BT ¢ Screw Wrench
Insert Size No. Applicable Body w—JUNo. 7333 RLYAX 2R w—JUNo. 7333
EDP No. Designation Thread Size OAL EDP No. Designation
IRT 7710902 SN2TM M2.6 X 0.45 59 7808205 T8-D(Torx8) A _
x2
TMaCons 7710943 SN3T N0.5-40UNC 9.5 v
3 7808207 | T10-D(Torx10) i g
LEEERS 7710903 SN3TM No.5-40UNC 8 W '.‘5;'
4 IXT 7710904 SN4TM No.8-32UNC 10.7 7808209  |T20-D(Torx20) $ %
TMC25-5 124/004 7710955 SA5TM M5 X 0.8 12.8 7 =
5 - 7808210 |T25-D(Torx25)
LEEUS 7710905 SN5TM M5 X 0.8 15
6B IXT 7710907 SM7T M7 X1 15 7808212 T30-T(Torx30)

X2 R(EMEBESHET, Overall Length includes screw head.

—ERA VY= RART BEIFDER F Precautions for selecting bodies for pipe inserts: =
BRA VY — M ROXFHH D (X, BV BELONFHGHDED2ENEZ T T,

BRAL VY — T, ROXENB S (XIE. BL) BEESBEE. K7 1+ OFTOFRE HDEEC CER FEL,
[CLHOREH LR 4 ESENTEL. gedoss
EEA VY — NCLOYTOEEES BAR. K7« OECOFRRICLHORENS 3.

LHK « ZBEN T, TN )
%A Y — Mo AERN DTV BTt A—HRT T VY — MNETEES T L3 TR
Fthe

- Two faces of pipe inserts can be used, one marked with (or without) the letter R, and another
with the letter L.

- To use a pipe insert with a face marked with (or without) the letter R, use a body that does not

have the code LH at the end of its designation.

-To use a pipe insert with a face marked with letter L, use a body that has the code LH at the end
of its designation. )
% Because an insert is sloped, both faces of an insert cannot be used on the same body. )

—LHRF 1 A ED;FEE AR Precautions for using LH body

./ .
- LHRF ¢ & EBFRT 4TI,
RUZMMIY DS ERIETEERCTHBELTEL.
‘BRL -ERUDOESHIITEXT, L OR
- The LH body is left-handed. To mill threads, operate the main shaft in reverse. 0
- The LH body can be used to mill both right and left-handed threads.
—BERT 1 ER_LDES R Precautions for using normal body A° A°
BERT1 . BHFEFRT«TI,
HRL - ERUOTADIITEFT, LRI BT
- The normal body is right-handed. LH Body Normal Body

- The normal body can be used to mill both right and left-handed threads.




[ gpe—

INT A

K754 TDF U%E%_%i Description (Bore Type Body, Multi-Point)

.75-5

TMSH-DH
|

O0-FMA31
|

|

D + %E
D + DCX

ERATES V-1 X

Insert Size
R_LHb -
5 FMAZ : AI-NIATGE AN R[4/ —
ISAR o DCXY 1 X1, TTA4 A=) 7=\ InserthSize NtE:i5 InserthSize Inscribt?é?r@l?
K7 ILT #50~125 ¢ MbfHFNE
DEE “ 7=I\R 3 3" 10 mm
= T, DCON
Thread Milling DCX sizes: FMA type 5 %" 15.875mm
Bore Type @ 50to 125 face mill arbor
6B ¥%"B 19.05 mm
/ \’f 70D 705* Y hﬁ Y 9 7”/9:”-:‘( ~J h HY-PRO P Multi-Point
HY-PRO P
PNTC RILFRL Y b e
BD
E .
I
KWW KWW

SPEED
FEED

P65

IN
P.46~P.53

Bl :mm Unit:mm

Y—JUNo. 236 IH-MIEE | SHZ TR &R T | FAR (7-IO5UTHRIN TERE | RS
EDP No. Description nenszehe| Dox | B0 KWW peoy| de (DOSFMS| ° h |CBDP| t | o0 Type | Clamping Bolt | Stock | (Yen)
7710891 | TMSH-D50-FMA25.4-3 3 50| 46,5 9.5(254 | 20 |46.5| 48 [12.5]26 6.3 6 1 M12 188,000
7710892 | TMSH-D63-FMA25.4-5 63| 57 4 188,000

5 9.5/254 | 20 |54.8| 48 |12.5|26 6.3 1 M12
7710893 | TMSH-D80-FMA25.4-5 80| 74 6 c 209,000
7710894 | TMSH-D80-FMA25.4-6B 6B 80| 72 | 9.5(254 | 20 |54.8| 48 [12.5|26 6.3 5 1 M12 209,000
7710895 | TMSH-D100-FMA31.75-5 s 100| 94 |12.7|31.75| 48 |73.8| 48 | — [323| 8 7 2 |MBA-M16 222,000
7710896 | TMSH-D125-FMA38.1-5 125119 159381 | 60 |98.8| 61 | — [38 |10 9 2 |MBA-M20 241,000
C=1Z#7EER C=Standard stock item
- PAOVODEHRAIFP.5~6ZCETEL, - See p.5 ~6 for explanation of icons.
- FMABR D 1A XSV 7—INEEDEBTHBENTEL, - Please use with FMA type face mill arbor
AP —REDHEFEDEIE. [TERERP.33~)] - To use in combination with a insert, please refer to the
BRUNCTOTSLERY T [ThreadPro(RALw RZ70) | TD “Tool Selection Guide by Screw Size” on p.33 ~ or utilize our
BETERFTBERZCSE T, NC code generator software “ThreadPro” to automatically select
- ThreadProD/XZA &A1 FIE[RILFED] ZBIRTE . the best option available.
- Please select “stairs” for the path type in ThreadPro.
.EBEI Parts
_ % PEPFic Y LyF
4 Y — YA XS Screw Wrench
Insert Size No. Y—JUNo. 1230 L[LYrX 2R* Y—JUNo. 1236
EDP No. Designation Thread Size OAL EDP No. Designation
3 7710903 SN3TM No.5-40UNC 8 7808207 T10-D(Torx10)
5 7710905 SN5TM M5 X 0.8 15 7808210 T25-D(Torx25)
6B 7710907 SM7T M7 X1 15 7808212 T30-T(Torx30)

X2 EIFMERHEZd+E T, Overall Length includes screw head.

s




49—k PC-CTI QWOEE%_%ﬁ Description (Insert, Multi-Point)

31 1.5 ISO TM 2
T T

g MIALOESE

Thread Type

19— M

Applications Insert

CAATEE UHTH-TRERE [ [eum 150 | Xt Lo 1185
nsert Size No. | InsertSize | Inscribed Circle e = vl 754 «x% | for 1 piece insert type
2 | W | 635mm | |g ®BRCA BSPT | BT 1ML e m%u; 028/ | (ELHR)
3 30 10 mm Exterrlal thread NPTE ﬁ‘fﬁ%mmﬁﬁ ,d\ﬂm_l; (applying to corse pitch thread)
4 %" 127 mm ggtﬁﬁﬁ W #Ez;ﬁ:ﬁg%qgu — Thread Milling 1*5(73&0:27&?]%}% ) 5
5 " 15.875mm EI forboth Parallel pipe threads 2 for both 1 and 2 pieces 5'& a
6B | %'B | 1905 mm applications UN | 3527280, eads inserttype ZE
as
72
45 3
o
1=
l\’(jn ja*w th‘yg 7”/9:#:’(y h HY-PRO P Multi-Point 7
HY-PRO P
PC-CTIRILFKRAY b
.X— Hl:U)hUFEJ“J‘U‘— I‘ Inserts for Metric screw thread (internal)
Type 1 Type 2
A 9 — bitiE FRELIE BR
& Le Le Tool Material Surface Treatment Features
7 WAAWWAAR WAAMNA / ; —148 - SR
@ @ VBX TiCN For general steel and cast iron
1 L N AT yUZ%_;ﬁﬁ
VTX TiAIN FZ; stainless steel
— #BE/>J— bk
— VK2 &\ Carbide non-coated
—
= R Bl BOCY
T 55 P.41~P45
B{I:mm Unit:mm
220) 19-N{728 | EvF e | PEMOLE \RR5(T A vareria 1S
Description Insert Size No. TP No. of threads |  Type VBX VTX VK2 (Yen)
21 0.5 ISOTM2 0.5 10 20 1 7711082 * * 9,460
21 0.75 I1SO TM2 0.75 10.5 14 1 7711092 * * 9,460
2I 1.0 ISOTM2 5 1 10 10 1 7711102 * * 8,070
21 1.25 ISO TM2 1.25 8.75 7 1 7711112 * * 8,070
21 1.5 ISOTM2 1.5 10.5 7 1 7711122 * * 8,070
2] 2.0 ISOTM 028/004 2 10 5 1 7711542 * * 8,070
31 0.5 ISOTM2 0.5 15 30 1 7711083 * * 11,200
31 0.75 ISOTM2 0.75 15 20 1 7711093 * * 11,200
31 1.0 ISOTM2 1 15 15 1 7711103 * * 9,460
31 1.25 ISOTM2 3 1.25 15 12 1 7711113 * * 9,460
3I 1.5 ISOTM2 1.5 15 10 1 7711123 * * 9,460
31 1.75 ISOTM2 1.75 14 8 1 7711133 * * 9,460
31 2.0 ISOTM2 2 14 7 1 7711143 * * 9,460
31 2.5 ISOTM 028/005 25 12.5 5 2 7711553 * * 9,460
- ERLDOTEERIIPA7TZSSER TS, VBXDHEBERD(FECCHREEER) EFEDERT, *=RITEE
- See p. 47 for precaution for use. Stock of VBK are categorized as C (Standard stock item). 3 =Special order items

[ NEXT )2



’\4 70D ja*‘y I\jj ‘y g VJII?TI-{’{y I\ HY-PRO P Multi-Point

HY-PRO P

PC-CTIRILFRLY b

IX— Hll&bh U‘Fﬁ‘f“J‘U’— h Inserts for Metric screw thread (internal)

Type 1 Type 2
Le Le A9 — i RELIE BR
\ ________ L . NRRRARR L Tool Material Surface Treatment Features :
O O VBX TICN | i
VX TAIN R e
— VK2 MU | S nomconted
a
= W )
w2t P41~PA45
Bfil:mm Unit:mm
2263 19-MATEE | EvF e | PEMOLES BR51T A vaterial 1BE(S
Description Insert Size No. P No.of threads | Type VBX VTX VK2 (Yen)
41 2.5 ISOTM 028/006 25 17.5 7 2 7711554 * * 13,600
41 3.0 ISOTM 028/007 4 3 18 6 2 7711564 * * 13,600
5I 1.0 ISOTM2 1 26 26 1 7711105 * * 18,100
5I 1.25 ISOTM2 1.25 25 20 1 7711115 * * 18,100
51 1.5 ISOTM2 1.5 25.5 17 1 7711125 * * 18,100
51 1.75 ISOTM2 1.75 24.5 14 1 7711135 * * 18,100
51 2.0 ISOTM2 2 24 12 1 7711145 * * 18,100
5I 2.5 ISOTM2 25 25 10 1 7711155 * * 18,100
5I 3.0 ISOTM2 3 24 8 1 7711165 * * 18,100
5I 3.0 ISOTM 028/009 > 3 24 8 1 7711565 * * 18,100
51 3.5 ISOTM2 35 245 7 1 7711175 * * 18,100
5I 3.5 ISOTM 028/008 35 24.5 7 1 7711575 * * 18,100
51 4.0 ISOTM2 4 24 6 1 7711185 * * 18,100
51 4.0 ISOTM 028/010 4 24 6 1 7711585 * * 18,100
51 45 ISOTM2 4.5 225 5 1 7711195 * * 18,100
51 45 ISOTM 028/011 4.5 225 5 1 7711595 * * 18,100
6BI 1.5 ISOTM2 1.5 36 24 1 7715456 * * 21,400
6BI 2.0 ISOTM2 2 36 18 1 7715466 * * 21,400
6BI 3.0 ISOTM2 3 36 12 1 7715476 * * 21,400
6BI 4.0 ISOTM2 6B 4 32 8 1 7715486 * * 21,400
6BI 4.5 ISOTM2 4.5 315 7 1 7715496 * * 21,400
6BI 5.0 ISOTM2 5 30 6 1 7715506 * * 21,400
6BI 5.5 ISOTM2 5.5 33 6 1 7715516 * * 21,400
6BI 6.0 ISOTM2 6 30 5 1 7715526 * * 21,400
IZ#EAM4E © 1fBdpfcD Listed price: per insert VBXDTEEX D FECCHRETER) EIHDFT, *=F4FE

- VA AV DEBAFP.5~6ZETE T E L,
- FE/BREM AP — A XELS2. 3=5(E

A VY — A X554, 5. 6B=1{H
- IRTFrEDEHFEDRIF. [TERER(P33~)]

BELOUNCTOISLERY T b [ThreadPro(ALw RZ70O) | TD

BB TERFRERZCSR T,
- ThreadProM/\R 51 F(&[RILFED | ZZEIRTE LN,

Stock of VBK are categorized as C (Standard stock item). s =Special order items

- See p.5 ~6 for explanation of icons.

- Order/packing unit : Insert Size No.2, 3=5 pieces

Insert Size No.4. 5. 6B =1 piece

- To use in combination with bodys, please refer to the
“Tool Selection Guide by Screw Size” on p.33 ~ or utilize our
NC code generator software“ThreadPro” to automatically select

the best option available.

- Please select “stairs” for the path type in ThreadPro.

s




HY-PRO P

PC-CTIRILFRAL Y b
IX— Nllﬁhlﬁfﬂ'f?"j— I~ Inserts for Metric screw thread (external)

Le 12 Y— TR REE e
— ARAANKAAL Tool Material Surface Treatment Features

O vex | mov s O

— ik | man ayaeem BE

S ve | mL | BRSO ’;";ﬁ

TN WEET P.41~P45 1z

Bfii:mm Unit:mm 7
(H-MMZEE | EvF Le IRMOLLLK e WL 1S

Description Insert Size No. TP No. of threads VBX VTX VK2 (Yen)
2E 0.75 ISOTM2 0.75 10.5 14 7712092 * * 9,460
2E 1.0 ISOTM2 1 10 10 7712102 * * 8,070
2E 1.25 ISOTM2 2 1.25 10 8 7712112 * * 8,070
2E 1.5 ISOTM2 1.5 9 6 7712122 * * 8,070
3E 0.75 ISOTM2 0.75 15 20 7712093 * * 11,200
3E 1.0 ISOTM2 1 14 14 7712103 * * 9,460
3E 1.25 ISOTM2 1.25 15 12 7712113 * * 9,460
3E 1.5 ISOTM2 3 1.5 15 10 7712123 * * 9,460
3E 175 ISOTM2 1.75 14 8 7712133 * * 9,460
3E 2.0 ISOTM2 2 14 7 7712143 * * 9,460
5E 1.0 ISOTM2 1 26 26 7712105 * * 18,100
5E 1.25 ISOTM2 1.25 25 20 7712115 * * 18,100
5E 1.5 ISOTM2 1.5 25.5 17 7712125 * * 18,100
5E 175 ISOTM2 1.75 24.5 14 7712135 * * 18,100
5E 2.0 ISOTM2 2 24 12 7712145 * * 18,100
5E 2.5 ISOTM2 > 2.5 25 10 7712155 * * 18,100
5E 3.0 ISOTM2 3 24 8 7712165 * * 18,100
5E 3.5 ISOTM2 35 24.5 7 7712175 * * 18,100
5E 4.0 ISOTM2 4 24 6 7712185 * * 18,100
5E 4.5 ISOTM2 4.5 225 5 7712195 * * 18,100
6BE 1.5 ISOTM2 1.5 36 24 7716456 * * 21,400
6BE 2.0 ISOTM2 2 36 18 7716466 * * 21,400
6BE 3.0 ISOTM2 3 36 12 7716476 * * 21,400
6BE 4.0 ISOTM2 4 32 8 7716486 * * 21,400
6BE 4.5 ISOTM2 % 4.5 315 7 7716496 * * 21,400
6BE 5.0 ISOTM2 5 30 6 7716506 * * 21,400
6BE 5.5 ISOTM2 55 33 6 7716516 * * 21,400
6BE 6.0 ISOTM2 6 30 5 7716526 * * 21,400
- EALOTERIIPA7TZSSERTEL, VBXDEBRDFETCCHRERER) EIEDFRT, *=FEE
- See p. 47 for precaution for use. Stock of VBK are categorized as C (Standard stock item). s =Special order items

pocid ®



’\4 70D ja*‘y I\jj ‘y g VJII?TI-{’{y I\ HY-PRO P Multi-Point

HY-PRO P

PC-CTIVILFRALV b
IEH-‘Fﬁh UFHﬂ'“J‘U‘— I*(UHQU '819 U*m) Inserts for straight pipe threads (internal & external)
Le
R A Y — b RENE R
\ 7/ \ Tool Material Surface Treatment Features
0 - ]
@ VBX TiCN For general steel and cast iron
. AT VU RE—HER
VTX TiAIN Fg; stainless steel
BE/va—bk
Bod VK2 ®U Carbide non-coated
0
CARBIDE _Tim m;‘y P.41~P45
BFETRU Rp (PS) - G (PF) Bfi:mm Unit:mm
Y-TES| g || REEOLM|  EART < it HH8 watera i
Description Insert Size No. TPI No. of threads Tool body Screw thread size VBX VTX VK2 (Yen)
2EI 19 W TM2 19 9.36 7 TMC12-2, TMC20-2 38" 7713542 * * 6,710
2 TMC12-2,TMC20-2 | '»"
2EI 14WTM2 14 | 907 5 [rrniotolTnliellold s 7713572 | % ¢ 6,710
TM2C20-2 -
3EI 14WTM2 14 14.51 8 TMC16-3, TMC20-3 34", 78" 7713573 % * 7,890
3 TMC16-3,TMC20-3 | 1" |
3EI 11 WTM2 11 13.85 6 [ 1-8" 7713593 * *® 7,890
TM2C25-3 -
,,,,,,, TMC25-5
5EI 11 WTM2 5 11 23.09 10 | TMC32-5 7777777 2" 7713595 * * 15,100
TM2C32-5 -

VBXDHEBRDFECCHRERER) LIEDFT, *=FTEE

Stock of VBK are categorized as C (Standard stock item). 3 =Special order items

-%mj_'—l \019 UFE(“J‘U‘— h(&bhl} ° BhUﬁm) Inserts for Taper pipe threads (internal & external)

el Bod
CARBIDE 1. mﬁy P.A1~P45
HR (PT) * Rc (PT) BfiI:mm Unit:mm
Y-8 L ||| IEEOLR BART < EHaU ] 1T
Description Insert Size No. TPI No. of threads Tool body Screw thread size VBX VTX VK2 (Yen)
2EI 19 BSPTTM2 2 19 9.36 7 | TMC12-2, TMC20-2, TMC20-2LH 3" 7713042 * * 6,710
TMNC16-3, TMNC16-3LH ', 3"
3EI 14 BSPTTM2 14 | 14.51 8 7713073 * * 7,890
3 TMNC20-3, TMNC20-3LH 3"
3EI 11 BSPTTM2 11 [13.85 6 | TMNC20-3, TMNC20-3LH | 15 1-V4", 1-2" | 7713093 * * 7,890
TMC25-5 124/004 14"~ 4"
TMC25-5, TMC25-5LH, TMLC25-5 | 1-Ya" ~
5EI 11 BSPTTM2 5 11 [(23.09| 10 | TMC32-5 TMNC32-5 TMNC32-5LH | 1-14" ~9" | 7713095 * * 15,100
TMLC32-5 1=V~
TM2C32-5 2" ~6"
VBXDEERDFECCHREERER) EFEDERT, *=FEE
Stock of VBK are categorized as C (Standard stock item). 3 =Special order items
- BNFRIREEELLEDFT, - Blue characteres are special order items.
- EALOTERFPSOZESE T, - See p.50 for precaution for use.
- QUIITREMRBIDEWVGSF. LELEEBUNCBERTTRER - When tapping length is shorter than Le, other options for holder +
BENHDEI, insert combination may be possible.

s




. NPT BfiI:mm Unit:mm

224} 1y-ty(Tgs| g || RHoLA BRI 1 5L A vaterial I
Description Insert Size No. TPI No. of threads Tool body Screw thread size VBX VTX VK2 (Yen)
TMNC16-3, TMNC16-3LH " 34"
3EI 14NPT TM2 3 14 14.51 8 7713163 * * 9,460
TMC16-3 124/001 %
3EI 11.5NPTTM2 | 3 115 [1325| 6 | IMNC20-3TMNC20-3LH | qnopv 17713183 |  * ¢ 9,460 | £
TMC25-5 124/004 . 2
1-Va ®
TMC25-5, TMC25-5LH, TMLC25-5 38
TMC25-5 124/004 i% >
TMC25-5, TMC25-5LHTMLC25-5 |, . Ig 8
TMC32-5, TMLC32-5 =
5EI 11.5 NPT TM2 5 115 | 243 11 TMNC32-5, TMNC32-5LH 7713285 * * 18,100 ;:E
TMC25-5 124/004
TM(C25-5, TMC25-5LH,TMLC25-5 5
TM2C32-5,TM(C32-5, TMLC32-5
TMNC32-5, TMNC32-5LH
TMC25-5 124/004 JAOST
5EI 8 NPT TM2 5 8 22.23 7 TMNC32-5, TMNC32-5LH 2-4"3" | 7713305 * * 18,100
VBXDTEEX 2 FE2 CCHRETER) E1EDFT, %« =FF4FE  Stock of VBK are categorized as C (Standard stock item). 3 =Special order items
- BXFRIEZEEEELEDFT, - Blue characteres are special order items.
HE NPTF B{I:mm Unit:mm
243 f4-M(TEE| g | | FREoL ERRT ¢ it L HAHE marerial 1
Description Insert SizeNo. |~ TPI No. of threads Tool body Screw thread size VBX VTX VK2 (Yen)
TMNC16-3, TMNC16-3LH " 34"
3EI 14 NPTF TM2 14 14.51 8 7713173 * * 9,460
3 %"
TMNC20-3, TMNC20-3LH
3EI 11.5NPTF TM2 11.5 | 13.25 6 1"~2" | 7713193 * * 9,460
TMC25-5, TMC25-5LH, TMLC25-5 194"~
5EI 11.5 NPTF TM2 115 | 243 | 11 | TMC25-5124/004 7713295 % ¢ 18,100
5 TMC32-5, TMLC32-5, TM2C32-5 2"
5EI 8 NPTFTM2 8 22.23 7 TMNC32-5, TMNC32-5LH | 2-%2"3" | 7713315 * * 18,100
IZHEAWS - 1f8d7zb Listed price: per insert VBXDEEX D FECCHREREER) CEDFRT, *=FF4E
Stock of VBK are categorized as C (Standard stock item). 3 =Special order items
+ PAIVDFHRBIFP.5S~6ZCE T, - See p.5 ~6 for explanation of icons.
- BXFRZFEEELEDET, - Blue characteres are special order items.
- LHRF« R OEBRICDVTIFPA4ZESIR TS, - For the LH Body : see p.44
- FOE /BN A VY — M X5E82. 3=5 - Order/packing unit : Insert Size No.2, 3=5 pieces
AP — A Z5ES5=1@ Insert Size No.5=1 piece
- ThreadPro@/\ZA &4 FIF[RILFED | ZZIRTE L, - Please select “stairs” for the path type in ThreadPro.
| ' yﬂ'— I“*ZE_% Type of Inserts
HE Material ‘ ﬁ IR Features
Dbl — %S - FFERSE—HELE For general steel and cast iron
- A TFEE+ TICNO—F 0
VBX Ultra-fine grain carbide and TiCN coating
- Mt RAE S & MEFEEICEBNME
Material with excellent chipping and wear resistance
AFY UZ%—?E“;:; For stainless steel
- BRI TEE+ TIAINO—F > J
VTX Ultra-fine grain carbide and TiAIN coating
- MRIE M SRR CEBN M E
Material with excellent chipping and wear resistance
et #BfE_/ > J— I carbide non-coated
O- VK2 FIVE DY LSRG, WA, FYUASONTCRE
\ For non-ferrous metals such as aluminum, heat-resistance alloy and
s titanium alloy




’\4 70D ja*‘y I\jj ‘y g VJII?TI-{’{y I\ HY-PRO P Multi-Point

HY-PRO P

PCCTIVILF KAV b
B1=774DRUAA Y —B Inserts for Unified screw thread (internal)

) ) Le
VAV ) I A VD= 118 REE BE
V“—{( Tool Material Surface Treatment Features
i . — 3R - BARKEE—E
w @ VBX TiCN For general steel and cast i:;l
. AT VD AE—HER
VTX TiAIN For stainless steel
#gE/ -~
- VK2 LU Carbide non-coated
T
=
T3

— el BOd
= LT g SOCY P.41~P.45

B{i:mm Unit:mm

20 (8- MZES | L Le TRADLE HAHE vareril S
Description Insert Size No. TPI No. of threads VBX VTX VK2 (Yen)

21 48 UNTM2 48 10.05 19 7711202 * % 9,460
21 40 UNTM2 40 10.16 16 7711212 * % 9,460
21 32 UNTM2 32 10.32 13 7711222 * % 9,460
21 28 UNTM2 28 9.98 11 7711232 * % 8,070
21 27 UNTM2 5 27 10.35 11 7711242 * * 8,070
21 24 UNTM2 24 9.53 9 7711252 * * 8,070
2I 20 UNTM2 20 10.16 8 7711262 * * 8,070
2] 18 UNTM2 18 9.88 7 7711272 * * 8,070
21 16 UNTM2 16 9.53 6 7711282 * * 8,070
21 14 UNTM2 14 9.07 5 7711292 * * 8,070
31 40 UNTM2 40 14.61 23 7711193 * * 11,200
31 32 UNTM2 32 15.08 19 7711203 * * 11,200
31 28 UNTM2 28 14.51 16 7711213 * * 9,460
31 27 UNTM2 27 14.11 15 7711223 * * 9,460
31 24 UNTM2 24 14.82 14 7711233 * * 9,460
31 20 UN TM2 3 20 13.97 11 7711243 * * 9,460
31 18 UNTM2 18 14.11 10 7711253 * * 9,460
31 16 UN TM2 16 14.29 9 7711263 * * 9,460
31 14 UNTM2 14 14.51 8 7711273 * * 9,460
31 13 UN TM2 13 13.68 7 7711283 * * 9,460
31 12 UNTM2 12 14.82 7 7711293 * * 9,460
31 11.5 UNTM2 11.5 13.25 6 7711303 * * 9,460

1ZAE(MAE : 1Bldpf=b Listed price: per insert VBXDIEEXDFECCARERER) EEDFRT, *=FEE

Stock of VBK are categorized as C (Standard stock item). 3 =Special order items

+ PAIVDFBIFP.5~6ZCE T, - See p.5 ~6 for explanation of icons.

- FoE /BB A VY — A X252, 3=5 - Order/packing unit:Insert Size No.2. 3=5 pieces

- KT LOMEFEDER. [TEEERP33~)] - To use in combination with bodys, please refer to the

BROUNCTOTSLERY T+ [ThreadPro(AL v RZ70O) I TD “Tool Selection Guide by Screw Size” on p.33 ~ or utilize our
BHIERRERZSSR T, NC code generator software “ThreadPro” to automatically select
- ThreadPro@/\ A& A FIF[RILFED | ZEIRTE L, the best option available.

- Please select “stairs” for the path type in ThreadPro.

[ NEXT )2

s




B{iI:mm Unit:mm

(2263 AY-MARS | L Le TEMOLE sl e R
Description Insert Size No. Pl No. of threads VBX VTX VK2 (Yen)
51 24 UNTM2 24 254 24 7711235 * * 18,100
5I 20 UNTM2 20 254 20 7711245 * * 18,100
51 18 UN TM2 18 254 18 7711255 * * 18,100
51 16 UNTM2 16 254 16 7711265 * * 18,100
51 14 UN TM2 14 254 14 7711275 * * 18,100
51 13 UN TM2 13 254 13 7711285 * * 18,100
51 12 UN TM2 12 254 12 7711295 * * 18,100
5 11.5 UNTM2 ° 11.5 243 11 7711315 * * 18,100
5 1 UN TM2 11 254 11 7711325 * * 18,100
51 10 UN TM2 10 254 10 7711335 * * 18,100
51 9 UN TM2 9 22.58 8 7711345 * * 18,100
51 8 UN TM2 8 22.23 7 7711305 * * 18,100
51 7 UNTM2 7 254 7 7711355 * * 18,100
51 6 UN TM2 6 254 6 7711365 * * 18,100
6BI 6 UNTM2 6 33.87 8 7715606 * * 21,400
6BI 5 UN TM2 5 30.48 6 7715616 * * 21,400
6BI 4.5 UNTM2 o8 45 33.87 6 7715626 * * 21,400
6BI 4 UNTM2 4 31.75 5 7715636 * * 21,400
ZHE(MAS  1{Edpf=b Listed price: per insert VBXDEEX D FETCCHRERER) EHDFET, *=FFE

- PAIVODFHBIFP.S~6ETE T,
- FE /BN A VY — M XS5, 6B=1{8

BLUNCTOITSLERY T b [ThreadPro(RLw R70O) | TD
BETERRGBERZCSE TS,
- ThreadPro@/\Z 54 TR ILFED | FEIRTEL,

Stock of VBK are categorized as C (Standard stock item). 3 =Special order items

- See p.5 ~6 for explanation of icons.
- Order/packing unit:Insert Size No.5. 6B =1 piece
- To use in combination with bodys, please refer to the

“Tool Selection Guide by Screw Size” on p.33 ~ or utilize our
NC code generator software“ThreadPro” to automatically select

the best option available.
- Please select “stairs” for the path type in ThreadPro.

[IW Pe31y] 3|qexapu
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53)

N TOTSRYPMAYI VIVFIRA D vvrror matiroint

HY-PRO P

PCCTIVILFRA4V b
B1=774BRUAA Y =D Inserts for Unified screw thread (external)

Le
4 — WA I | e Sl

\ © 4 O Vex | Ton | an

VTX TIAIN | R

VK2 WU | e

00t Siov 2] pat-pas

B :mm Unit:mm

2363 (Y- MTES | g Le RO HAHE Maveril 1S
Description Insert Size No. TPl No. of threads VBX VTX VK2 (Yen)

2E 28 UNTM2 28 9.98 11 7712202 s * 8,070
2E 24 UNTM2 24 9.53 9 7712212 * * 8,070
2E 20 UNTM2 20 10.16 8 7712222 * * 8,070
2E 18 UNTM2 2 18 9.88 7 7712232 * s 8,070
2E 16 UNTM2 16 9.53 6 7712242 s s 8,070
2E 14 UNTM2 14 9.07 5 7712252 * * 8,070
3E 28 UNTM2 28 14.51 16 7712203 s * 9,460
3E 27 UNTM2 27 14.11 15 7712213 * s 9,460
3E 24 UNTM2 24 14.82 14 7712223 * s 9,460
3E 20 UNTM2 20 13.97 11 7712233 * * 9,460
3E 18 UNTM2 3 18 14.11 10 7712243 s * 9,460
3E 16 UNTM2 16 14.29 7712253 * * 9,460
3E 14 UNTM2 14 14.51 7712263 * s 9,460
3E 13 UNTM2 13 13.68 7 7712273 * s 9,460
3E 12 UNTM2 12 14.82 7 7712283 * * 9,460
5E 24 UNTM2 24 254 24 7712205 * * 18,100
5E 20 UNTM2 20 254 20 7712215 * s 18,100
5E 18 UNTM2 18 254 18 7712225 * s 18,100
5E 16 UNTM2 16 254 16 7712235 * * 18,100
5E 14 UNTM2 14 254 14 7712245 * * 18,100
5E 13 UNTM2 13 254 13 7712255 * * 18,100
5E 12 UNTM2 5 12 254 12 7712265 * s 18,100
5E 11 UNTM2 11 254 11 7712275 s s 18,100
5E 10 UNTM2 10 22.86 9 7712285 * * 18,100
5B 9 UNTM2 9 22.58 8 7712295 s * 18,100
56 8 UNTM2 8 2223 7 7712305 * s 18,100
56 7 UNTM2 7 21.77 6 7712315 * s 18,100
56 6 UNTM2 6 21.17 5 7712325 * * 18,100

- EHLOTERIEPS2ZSERTEL.
- See p.52 for precaution for use.

VBXDEBXDEECCHREEER) LIFDFRT. *=FEE

Stock of VBK are categorized as C (Standard stock item). 3 =Special order items

s




2 —tt

KTFa APL— F’vaaﬁ?@ﬂﬂzv‘?ﬂ%—%ﬁ Description (Straight Shank Body, Single Point)

TM4SC 25C31-115-2U
T T

Ry 17 | 21— LOFEH ARG

ERATESIVY—FY1X

nutb Shape Type Qil hole Shank Shape Insert Size
el BTN [ooon| [[2m—na AR~ (TN RGE| ATI—NHX | {79 \RETE
()= S IRAVk Internal Coolant Clyopy Insert SizeNo. | Insert Size | Inscribed Circle
No. Single Point (2TCTY,) Straight Shank 2U "U 6.35mm
Thread W ofFlutes . . Y
Milling (8TSTY,) Allsizesarewith (8TCTY) 3U %#'U 10 mm
All sizes are oilbels All sizes are
listed as S listed as C

[IW Pe31y] 3|qexapu

3
%
b3
]
=
5
1
7

1\4 jn ji*‘y hjj ‘yg :Jya“”lﬂ-:’fy h HY-PRO P Single Point

HY-PRO P

PNTC 22 JILikL Y b

Lo LU(Max) La(Min)
LF

=4 B [V
P65 L EES) P.56

B IIRA b IRTF 2 (AR =B 42/2) single point body (Straight Shank)

B{il:mm Unit:mm

Y—JUNo. ‘ 19-MMIEE| 2 BANTE | WWOHE |SIVMERRE| Vv VIE# Sz T | 1 | R
EDP No. Insert Size No. LF LU Le Ls DCON DC ZEFP | Stock (Yen)
7710871 | TM2SC 18C23-86-2U 166 86 0 18 233 2 48,400
7710872 | TM3SC 20C26-105-2U 2U 186 105 54 20 26 3 c 56,100
7710873 | TM4SC 25C31-115-2U 196 115 46 25 31 4 77,000
7710874 | TM3SC 28C36-144-3U 3U 222 144 8 60 28 36.5 3 74,300
CG=1Z#7EBER C=Standard stock item

- PAOVDHRBIFP.S~6ZECE T, - See p.5 ~6 for explanation of icons.

s IVIWRAL VN RT«1E HRUEATTY, - Single point body is only for milling internal threads.

- RANIRE, —EEVAZUIEEDSE[ETT, - The maximum milling length is a reference value for general use.

- RIVBRRSESEETT,. EATZY-UVIDRIEFRSZ - The minimum holding length is a reference value. The minimum
BERULTTEL, holding length of the tooling to be used takes precedence.

AV —hEDEIEDEF. [TEREERP33~)] - To use in combination with a insert, please refer to the
BRONCTOTISLERY T b [ThreadPro(RLw R70) | TD “Tool Selection Guide by Screw Size” on p.33 ~ or utilize our
B TERKERZCSE T, NC code generator software“ThreadPro” to automatically select

the best option available.

.EBEII:I(Z I“lJ_ I~*"J11’Jﬂ) Parts (Straight Shank)

~ % 957t LYF
AV — A XS Screw Wrench
Insert Size No. —)UNo. 576 RLYAX eR* Y—JUNo. 1296
EDP No. Designation Thread Size OAL EDP No. Designation
2U 7710942 SN2T M2.6X0.45 6.5 7808205 T8-D(Torx8)
3U 7710973 SA3T No.5-40UNC 12 7808207 T10-D(Torx10)

2 R(EME A ZF+E T, Overall Length includes screw head.

posid 54



7"\5'4 7"\79‘{ j@@”%ﬂ%—ﬁﬁﬁﬁ Description (Bore Type Body, Single Point)

TM6SC D56-22-3U
—1 T

MR 1T | TLIE—-ILOFE D+5E IR [BRATER 1YY —bo1X
Shape Type Qil hole D+DC DCON Insert Size
R_LYIb | A& . . . =S 5
5512 vuol | [c[AAVE—IE | DCYAXIE. DCONYARIE, [1/5-NHZRS [(TH—NHZ 10T FREME
OB No. of S R4V~ Internal Coolant 942,48, 56 916,22 Insert Size No. | Insert Size | Inscribed Circle
= Flutes Singlepoint | (2TCT) <3, <7, 3U %'U 10mm
Thread (&TSTY,) Allsizesarewith e ON sizes:
Milling All sizes are el ¢I1C2'sl|‘zse’556 DC‘ﬁ‘II‘;,s;zzes

listed as S

NTOTSRYBPAYET IITIVIRA B wverorsingeron

HY-PRO P o0

PNTC VT IiRk1 Vb

4\ <.

SN
] L G----fF--
\- — o % ' ’:
(@] t
8 H |
KWW
o
= DCON
= E AN
P65 o=y P.56 DCSFMS
I’J“Jﬁllﬁﬁ*f“Jh :115'4(:1?7947) Single point body (Bore Type) T o
i:mm Unit:mm
0 ! (H-MIRE| SR TR 2R IIOHIE | M8 | 7-IK05T I | 2R | IR
P Insert Size No. DC=t — DC(;!:\I LEE LF el E Lo ZEFP | Clamping E;(;\t Stock|  (Yen)
— TM4SC D42-16-3U 42 84 | 16 34 196 | 5.6 4 |M 8X1.25 -
*
— TM5SC D48-22-3U 3U 48 40 40 8 5 —
104 | 22 211 ] 6.3 M10X 1.5
7710881 | TM6SC D56-22-3U 56 48 6 C | 87,700
CGIZHAER *=5F4FE C=Standard stockitem 3 =Special order items

- PADAVDEHRBEFP.5S~6ZCETEL, - See p.5 ~6 for explanation of icons.

s YVIIRAV b IRT 4 & HRUEATT, - Single point body is only for milling internal threads.

- FMHEI D A ZZ)V7—/INEEDRBTBHEVTEL, - Please use with FMH type face mill arbor.

AV —hEDHEFEDEIF. [TEEERP33~)] - To use in combination with a insert, please refer to the
BRUNCTOTSLERY T [ThreadPro(RLw RZ70O) | TD “Tool Selection Guide by Screw Size” on p.33 ~ or utilize our
BETERRBRZCSE TS, NC code generator software“ThreadPro” to automatically select

the best option available.
.EBEI(H‘TQ“’?O) Parts (Bore Type)
_ % 95700 LVF
4 Y — Y41 XS Screw Wrench
Insert Size No. Y—)UNo. 12243 R[LYIX 2R* Y—JUNo. 224y
EDP No. Designation Thread Size OAL EDP No. Designation
3U 7710943 SN3T No.5-40UNC 9.5 7808207 T10-D(Torx10)

XE2RIFMERZZ+E T, Overall Length includes screw head.

s



4 29— b PC-CTI QH¥U§E%_%§ Description (Insert, Single Point)

T e

2UIDB60 T|M
I

BiGE Y 1L BRUESR
X Pitch and T.P.I. Applicable thread types Rutlb

: o= s 5 HRaUA ISAZ

1VY-MMZET | A Y= X | 19— AEARE BEIGEYF | BRI AX—RNILRG -

Insert Size No. Insert Size Inscribed Circle Internal Pitch T.P. 60 A=T771h0 Qgﬁ
2V V"U 6.35mm thread DB | 1.5-2 16-12 Metric: Thread
3V %"'U 10 mm DC| 254 10- 6 Unified Screw Thread Milling

DE | 2.5-35 10- 7
DH| 4 -6 6- 4

1\4 jn ji*‘y hjj ‘yg :Jyg“}llﬂ-:'fy h HY-PRO P Single Point

HY-PRO P

PC-CTI V0 IiRA b

o
= el Bod
AO0E Tmov (555 psa~p55

.)(— I“"Iwnbm '1:7 74’&)13[.‘;]554‘/")'— I~ Inserts for Metric and Unified screw thread (internal)

i Application

D LI 3-HLSS.
(vy—tpm  TEL wE | JVATkes
, it Ty
Insert Material Trsel;rtr:ceen t General 71%;[;[%\;3{5%
gpelcaton Aluminum Alloy Casting
©) ©)

B{il:mm Unit:mm

Y—JLNo. {U4=- M A5 B L Applicable Thread L J—FR g £ TR
EDP No. Insert Size No. EvF TP W TPI RE Tool Material| ~ Stock (Yen)
7716551 2UIDB60 TM 1.5~ 2 16~ 12 0.06 3,590

2U 11 VBX
7716552 2UIDC60 TM 25~ 4 10~ 6 0.14 3,590
7716553 3UIDB60 TM 1.5~ 2 16~ 12 0.06 C 3,850
7716554 3UIDE60 TM 3U 25~ 35 10~ 7 16 0.14 VBX 3,850
7716555 3UIDH60 TM 4 ~6 6~ 4 0.25 3,850

IZHEAAS : 1{Bdp7zb Listed price: per insert

s PAOVDEHBEFP.S~6FECETREL,

- FE / SREN=5

- RFoEDHEPFEDEIE. [TEEFERP.33~)]
BELUNCTOTSLERY 7 [ThreadPro(RLw RZ70) ] TD
BETERRERECSE TSI,

- FE3I—FHMEZFT.

C=1Z#7EE& C=Standard stock item

- See p.5 ~6 for explanation of icons.
- Order/packing unit =5 pieces
- To use in combination with bodys, please refer to the

“Tool Selection Guide by Screw Size” on p.33 ~ or utilize our
NC code generator software“ThreadPro” to automatically select
the best option available.

- Three corners per side can be used.

AU B ) b e

[IW Pe31y] 3|qexapu




PIRISRFBEEER cuning conarons

P.5~P.8 AT-1

o PIHIERE EDE
W*%EIJ$Z | Cutting Spezed Feed Rate
orl aterial (m/min) (mm/t)
ERiAl - (KRR ~ ~ ~
Mild Steel - Low Carbon Steel C0.25% 80 ~160 0.01 ~0.05
e ~ ~ ~
Medium Carbon Steel C0.25% ~0.45% 80 ~ 160 0.01 ~0.05
(Sl ~ ~ ~
i e e C0.45% 80 ~160 0.01 ~0.05
o
[=jorp ~ ~
Alloy Steel SCM 60 ~ 120 0.01 ~0.05
25 ~45HRC 80 ~200 0.01 ~0.05
REH ~ — —
Hardened Steel 43 ~30HRC
50 ~60HRC — —
27y LA SUS304 - SUS420 60 ~120 0.01~0.05
ainless Steel
TEH — _
Tool Steel SKD
5 ~ ~
Cast Steel SC 60 ~120 0.01 ~0.05
AR FC 80 ~160 0.01~0.05
astlIron
951 FCD 60 ~120 0.01 ~0.05
uctile Cast Iron
Jn Cu 80 ~160 0.03~0.1
opper
=i Bs 80 ~160 0.03~0.1
rass
SRR BsC 80 ~160 0.03~0.1
rass Casting
==3
JFai PB 80 ~ 160 0.03 ~0.1
ronze
ZIVE =D LEE Al 80 ~160 0.03~0.1
Aluminum Rolled Steel : :
= o
PIV==OLSE#EY AC, ADC 100 ~300 0.05~0.2
uminum Alloy Casting
T e
NI XY I LEEGH MC 100 ~ 300 0.05~0.2
agnesium Alloy Casting
AT~
EHABHY pin'e 100 ~300 0.05~02
inc Alloy Casting
FIVEE Al — —
Titanium Alloy Ti-6Al-4V
NiZ2S5E - — —
Ni-based Alloy A >%JV Inconel
AELETSRAFVY — - -
Thermo Setting Plastic 80 ~160 0.03~0.1
RAIBIETSRAF YT —~ 80 ~160 0.03 ~0.1
Thermo Plastic : .
1. COURIRGERERT, KBUEHMR ZERT HBSDHDTT, 1. The indicated speeds and feeds are for water soluble oil.
2. RTRVDLERICIE, KEEIEER FERATEXEA. 2. Water-soluble oil is not suitable for tapping magnesium alloy.
3. D= DRIEPHR. F+v ORI K OTIIIEIRGZEEZDHENGHDET, 3. Please adjust the cutting conditions depending on the rigidity of machine, tool
4. RUITRETHRVBE. KELEYFORUEMLIIDHEE. NEHDEDBEE holders, and workpiece clamping.
EELHEICHFTMIVTTEL, 4.If the tapping length is long, or when machining a large-pitch thread, select a
5. MTUEFTHRUNT—/INICE>TED S —IDADMEVNESE. EOAv Mt E smaller feed and separate the machining process into a few segments.
[FIT) ZBMUTFEL 5.1f amachined parallel internal thread is tapered and prevents the go-gauge from
6. AT-1THIMNIUEFETHRUNAT—/NCHE TED S —IDADHBLGE NGB DT, going through, add a zero cut (finish machining).
Z OB, 1VNRBEZ75%TMIL. 2/\ZABETH EFMIZSTE>TREL, 6. Even with the AT-1, it is possible that the go-gauge may have trouble passing

through the tapered parallel internal thread. In that case, please process the 1st
pass at 75% and finish the thread with the 2nd pass.



P.9~P.14 AT-2

AT i Lot e o el g o o
o e gh Carbon Steel Alloy Steel
~C0.25% C0.25%~ SCM
HELR LTI KB LI HRE] KA LT HIERE] KA LI HERE]
Recommended Coolant Water-Soluble Water-Soluble Water-Soluble
cﬂﬁ”ﬁi 80 ~160 60 ~120
(m/min)
MR bC EIETRE =S PSOPES AP E 0| [EERERE | XDIEE | 1IEDOEhE HE EDEE 1FED0EDE
Thread Thread Size Spfegg Feed‘ Feed per Tooth Sp_eejj Feed_ Feed per Tooth ee Feed. Feed per Tooth
(min™) (mm/min) (mm/t) (min™) (mm/min) (mm/t) (mm/min) (mm/t)
M 3 X0.5 24 5,968 48 0.01 10,610 85 0.01 7,958 64 0.01
M 4 X0.7 3.1 4,621 62 0.015 8,214 111 0.015 6,161 83 0.015
M 5 X0.8 4 3,581 49 0.017 6,366 87 0.017 4,775 65 0.017
M 6 X1 4.6 3,114 58 0.02 5,536 103 0.02 4,152 78 0.02
M 8 X1.25| 6.2 2,310 62 0.03 4,107 111 0.03 3,080 83 0.03
M M 10 X1.5 7.5 1,910 67 0.035 3,395 119 0.035 2,546 89 0.035
M12 X1.75| 9 1,592 72 0.045 2,829 127 0.045 2,122 95 0.045 £ A
M16 X2 1.7 1,224 72 0.055 2,176 129 0.055 1,632 96 0.055 ‘é‘l} %
M18 X25 |14 1,023 55 0.06 1,819 97 0.06 1,364 73 0.06 2‘%
M20 X2.5 |15.7 912 51 0.065 1,622 91 0.065 1,216 68 0.065 N §_
No. 8-32UNC| 3.1 4,621 47 0.01 8,214 84 0.01 6,161 63 0.01 Fl: g‘:
No.10 -24UNC| 3.7 3,871 54 0.015 6,882 96 0.015 5,162 72 0.015 i a
Va -20UNC| 4.55 3,148 89 0.025 5,597 159 0.025 4,197 119 0.025
Va -28UNF | 4.55 3,148 89 0.025 5,597 159 0.025 4,197 119 0.025
U %6 -18UNC| 5.7 2,513 85 0.03 4,468 151 0.03 3,351 113 0.03
38 -16UNC| 6.7 2,138 89 0.035 3,801 158 0.035 2,851 118 0.035
746 -14UNC| 7.7 1,860 91 0.04 3,307 162 0.04 2,480 122 0.04
2 -13UNC| 9.2 1,557 77 0.045 2,768 137 0.045 2,076 103 0.045
Yhe- 28 4.86 2,982 %1 0.025 5,302 1 0.025 3,976 %1 0.025
Vs - 28 5.76 2,512 %1 0.03 4,465 *1 0.03 3,349 %1 0.03
Rc Ya- 19 7.98 1,814 %1 0.04 3,225 *1 0.04 2,419 %1 0.04
(PT) 3 - 19 9.68 1,493 %1 0.045 2,654 %1 0.045 1,990 %1 0.045
2 - 14 11.61 1,246 %1 0.055 2,215 R 0.055 1,661 %1 0.055
T -1 15.54 930 %1 0.065 1,654 #1 0.065 1,240 %1 0.065
Yie- 27 4.86 2,984 *1 0.025 5,304 %1 0.025 3,978 %1 0.025
Vs - 27 5.76 2,513 %1 0.03 4,467 %1 0.03 3,350 %1 0.03
NPT Ya- 18 7.98 1,815 %1 0.04 3,227 %1 0.04 2,420 %1 0.04
- 18 9.68 1,493 *1 0.045 2,655 %1 0.045 1,991 %1 0.045
V2 - 14 11.61 1,246 *1 0.055 2,215 %1 0.055 1,661 %1 0.055
1 -11%|15.54 930 *1 0.065 1,653 %1 0.065 1,240 %1 0.065
EXNDESFENELEECER TS, Spindle rotation must be counterclockwise due to the
left-hand cut configuration.
¥LINIT BNREICKDEEDTT . #1. Values vary depending on the depth of hole to be machined.
1. ThreadPro THIEIRINE NDUIHIRHEIIBEE T . SERALERLICHIED. LIHIS 1. The cutting conditions initially displayed in ThreadPro are reference values.
HESEREE & (CT—I 0. F v v o OBIEZEDERERRIC KD . 8ISt =g Before use, please adjust the cutting conditions according to the recommended
R0\, cutting condition table as well as the actual machining environment, such as the

rigidity of machine, tool holder and workpiece clamping.

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

3. RIRY D LAERGIHICBUV TEIHEAZ (/Y DERIE. FIHEHA X — D OHERT 2 S 3. When machining magnesium alloy materials, please use the coolant oil
DZESFEATEV. e 81D < FOIE - BIRITER TSV ENDBNDHDHT, recommended by the coolant oil manufacturer. Please also properly dispose the

cutting chips to prevent fire hazards.

1 IJ ‘y FEJI’Q% D EEETEE‘ Formula for calculating the feed rate of thread mill

X2 RS On=DE) HRUENTY2MMTHIDBE . ERPEOZXOEECHEED I TTERDOED
2z mall W (mm/min) EEERDET, (T, ERTMEIBEORDEECH D HEROHERES AR

f= N - L
Dm DIEXDEEDHERERLET,
vi T —JILEDERE(mm/min) z For the arc cutting process of machining internal threads, the feed rate at the tool center can be
R = [“”“be’s"m“‘es obtained by multiplying the linear cut feed rate with a coefficient. The formula listed left are for
Dm :Z\Jl]t%fgig_(mm) fz . %?R%(mm/t) calculating the tool feed rate during arc-cutting, including calculating the coefficients to be used for
DC : TE&Z(mm) n :EEGERE(min) multiplication with the linear-cut feed rate.
Tool Dia. Speed

x HRUDEBE : —

Note Internal

pocid 5¢)



PDHISRIFREETR cuting conaons

P.9~P.14 AT-2
HHEI Harﬂ%ﬁ@teel
Work Material
25~45HRC 45~50HRC 50~65HRC
HELEL A I7rJO—
Recommended Coolant Air Blow
cﬁﬂﬁgﬁgd 35~75 35 ~65 35 ~55
(m/min)
N PR SR | E0EE [[VE00#0E| EEGEE | E0EE [T0080E| EREE | X0EE 1500208
Thread Thread Size Spt_ee? Feed' Feed per Tooth Spgejﬂ Feed‘ Feed per Tooth Sp_ee4d Feed_ Feed per Tooth
(min™) (mm/min) (mm/t) (min™) (mm/min) (mm/t) (min™) (mm/min) (mm/t)
M 3 X0.5 24 5,968 48 0.01 5,968 48 0.01 5,968 48 0.01
M 4 X0.7 3.1 4,621 62 0.015 4,621 62 0.015 4,621 62 0.015
M 5 X0.8 4 3,581 49 0.017 3,581 49 0.017 3,581 49 0.017
M 6 X1 4.6 3,114 58 0.02 3,114 58 0.02 3,114 58 0.02
M 8 X1.25| 6.2 2,310 62 0.03 2,310 62 0.03 2,310 62 0.03
M M 10 X1.5 7.5 1,910 67 0.035 1,910 67 0.035 1,910 67 0.035
M12 X1.75| 9 1,592 72 0.045 1,592 72 0.045 1,592 72 0.045
M16 X2 1.7 1,224 72 0.055 1,224 72 0.055 1,224 72 0.055
M 18 X25 |14 1,023 55 0.06 1,023 55 0.06 1,023 55 0.06
M20 X2.5 | 15.7 912 51 0.065 912 51 0.065 912 51 0.065
No. 8-32UNC| 3.1 4,621 47 0.01 4,621 47 0.01 4,621 47 0.01
No.10 -24UNC| 3.7 3,871 54 0.015 3,871 54 0.015 3,871 54 0.015
Va -20UNC| 4.55 3,148 89 0.025 3,148 89 0.025 3,148 89 0.025
Va -28UNF | 4.55 3,148 89 0.025 3,148 89 0.025 3,148 89 0.025
U %6 -18UNC| 5.7 2,513 85 0.03 2,513 85 0.03 2,513 85 0.03
38 -16UNC| 6.7 2,138 89 0.035 2,138 89 0.035 2,138 89 0.035
746 -14UNC| 7.7 1,860 91 0.04 1,860 91 0.04 1,860 91 0.04
2 -13UNC| 9.2 1,557 77 0.045 1,557 77 0.045 1,557 77 0.045
Yhe - 28 4.86 2,982 %1 0.025 2,982 %1 0.025 2,982 %1 0.025
Vs - 28 5.76 2,512 %1 0.03 2,512 %1 0.03 2,512 %1 0.03
Rc YVa- 19 7.98 1,814 %1 0.04 1,814 %1 0.04 1,814 %1 0.04
(PT) 3 - 19 9.68 1,493 %1 0.045 1,493 %1 0.045 1,493 %1 0.045
2 - 14 11.61 1,246 %1 0.055 1,246 %1 0.055 1,246 %1 0.055
1T -1 15.54 930 %1 0.065 930 1 0.065 930 %1 0.065
Yhe - 27 4.86 2,984 %1 0.025 2,984 %1 0.025 2,984 %1 0.025
Vs - 27 5.76 2,513 %1 0.03 2,513 %1 0.03 2,513 %1 0.03
NPT Ya- 18 7.98 1,815 %1 0.04 1,815 %1 0.04 1,815 %1 0.04
- 18 9.68 1,493 %1 0.045 1,493 1 0.045 1,493 %1 0.045
2 - 14 11.61 1,246 %1 0.055 1,246 %1 0.055 1,246 %1 0.055
1 - 11%| 1554 930 %1 0.065 930 1 0.065 930 %1 0.065
EANDESHFEEELELCER TS, Spindle rotation must be counterclockwise due to the
left-hand cut configuration.
#LINLTRIURSICKDELEDFT, %1. Values vary depending on the depth of hole to be machined.
1. ThreadPro CHIHARRE NAYIBISKHESEET T, SEAVEELICHIED. tIEISE 1. The cutting conditions initially displayed in ThreadPro are reference values.
HERERZHLICT—I PRI, Fv v o OREFOERKRICKD | UIEISEZHE Before use, please adjust the cutting conditions according to the recommended
T, cutting condition table as well as the actual machining environment, such as the

= = s rigidity of machine, tool holder and workpiece clamping.
2 TRORMFEERNRICHIA TTEA TS, . Tool vibrations should be kept at a minimum level for maximum accuracy.

3. YUY LARYHICBNTIRIRAIZ R DI IHEERX —DO#ET 56 . When machining magnesium alloy materials, please use the coolant oil
DETEATEV, Fe 1D < FONE - BRBITEE TSIV, FNOBNDHDET . recommended by the coolant oil manufacturer. Please also properly dispose the
cutting chips to prevent fire hazards.

w N



AT-2

i - =i - SHIRHY) - 5

Copper - Brass - Brass Casting - Bronze

s AV mu kR B8 - $55K - 50 5 A )ik
Stainless Steel - Tool Steel Cast Steel - Cast Iron + Ductile Cast Iron Cu-Bs-:-BsC: PB

Work Material SUS304 - SKD SC- FC+ FCD p— Py
HELR LTI H KB IEEHE] I7J0— KA IR
Recommended Coolant Water-Soluble Air Blow Water-Soluble
CE)tJtE\g%Ed 35~100 35~100 35~75
(m/min)
NTE EEEE 0 (400208 [ELrTAF SR TADEIE] FenE X0EE EI0M0E BREE 0SRE U008
Thread Thread Size Sp§§9 Feed. Feed per Tooth Spfegg Feed. Feed per Tooth ee Feed. Feed per Tooth Spgejﬂ Feed‘ Feed per Tooth
(min)  (mm/min)  (mm/t) (min™) | (mm/min) [ (mm/t) (mm/min)  (mm/t) (min™)  (mm/min)  (mm/t)
M 3 X0.5 24 5,968 48 0.01 7,958 64 0.01 7,958 64 0.01 5,968 48 0.01
M 4 X0.7 3.1 4,621 62 0.015 6,161 83 0.015 6,161 83 0.015 4,621 62 0.015
M 5 X0.8 4 3,581 49 0.017 4,775 65 0.017 4,775 65 0.017 3,581 49 0.017
M 6 X1 4.6 3,114 58 0.02 4,152 78 0.02 4,152 78 0.02 3,114 58 0.02
M 8 X1.25| 6.2 2,310 62 0.03 3,080 83 0.03 3,080 83 0.03 2,310 62 0.03
M M10 X1.5 7.5 1,910 67 0.035 2,546 89 0.035 2,546 89 0.035 1,910 67 0.035
M12 X1.75| 9 1,592 72 0.045 2,122 95 0.045 2,122 95 0.045 1,592 72 0.045 £ o)
M16 X2 11.7 1,224 72 0.055 1,632 96 0.055 1,632 96 0.055 1,224 72 0.055 ‘éi} §
M18 X25 |14 1,023 55 0.06 1,364 73 0.06 1,364 73 0.06 1,023 55 0.06 2‘%
M20 X25 |15.7 912 51 0.065 1,216 68 0.065 1,216 68 0.065 912 51 0.065 N §_
No. 8-32UNC| 3.1 4,621 47 0.01 6,161 63 0.01 6,161 63 0.01 4,621 47 0.01 FF g‘:
No.10 -24UNC| 3.7 3,871 54 0.015 5,162 72 0.015 5,162 72 0.015 3,871 54 0.015 i a
Va -20UNC| 4.55 3,148 89 0.025 4,197 119 0.025 4,197 119 0.025 3,148 89 0.025
Va -28UNF | 4.55 3,148 89 0.025 4,197 119 0.025 4,197 119 0.025 3,148 89 0.025
U %6 -18UNC| 5.7 2,513 85 0.03 3,351 113 0.03 3,351 113 0.03 2,513 85 0.03
3/3 -16UNC| 6.7 2,138 89 0.035 2,851 118 0.035 2,851 118 0.035 2,138 89 0.035
7h6 -14UNC| 7.7 1,860 91 0.04 2,480 122 0.04 2,480 122 0.04 1,860 91 0.04
2 -13UNC| 9.2 1,557 77 0.045 2,076 103 0.045 2,076 103 0.045 1,557 77 0.045
Yie- 28 4.86 2,982 %1 0.025 3,976 %1 0.025 3,976 %1 0.025 2,982 %1 0.025
Vs - 28 5.76 2,512 %1 0.03 3,349 %1 0.03 3,349 *1 0.03 2,512 *1 0.03
Rc Va- 19 7.98 1,814 *1 0.04 2,419 %1 0.04 2,419 %1 0.04 1,814 %1 0.04
(PT) 3 - 19 9.68 1,493 %1 0.045 1,990 %1 0.045 1,990 %1 0.045 1,493 %1 0.045
2 - 14 11.61 1,246 %1 0.055 1,661 %1 0.055 1,661 %1 0.055 1,246 %1 0.055
1T -1 15.54 930 %1 0.065 1,240 %1 0.065 1,240 %1 0.065 930 #1 0.065
Yie- 27 4.86 2,984 *1 0.025 3,978 *1 0.025 3,978 %1 0.025 2,984 1 0.025
Vs - 27 5.76 2,513 %1 0.03 3,350 %1 0.03 3,350 %1 0.03 2,513 %1 0.03
NPT Va- 18 7.98 1,815 %1 0.04 2,420 %1 0.04 2,420 %1 0.04 1,815 %1 0.04
3 - 18 9.68 1,493 #1 0.045 1,991 %1 0.045 1,991 *1 0.045 1,493 *1 0.045
2 - 14 11.61 1,246 *1 0.055 1,661 %1 0.055 1,661 *1 0.055 1,246 *1 0.055
1 - 11% 1554 930 %1 0.065 1,240 *1 0.065 1,240 #1 0.065 930 *1 0.065

EXDehEHEOE TTERA T,

#1LINLTTBDIUREICKDELEDFT,

1. ThreadPro THIHARRENDUIRIRMIFSEE T, TEAVIELICSHID. tIHIS
HERERZDEICT—IVEM. T v v o OBIMEEOERKRICKD. VIRISEEZRE
&L,

2. TEDIRNBEEZR/IVRICIIZ TTEATEV,.

3. X IRV D LEEVHIICBV TR Z R DR, YIHLHEI X —HDH#RT 25
DZETFERATEV, Ffe. )b <TOUE - EE(SER TSV BNDENHHDET,

Spindle rotation must be counterclockwise due to the
left-hand cut configuration.

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

1. The cutting conditions initially displayed in ThreadPro are reference values.
Before use, please adjust the cutting conditions according to the recommended
cutting condition table as well as the actual machining environment, such as the
rigidity of machine, tool holder and workpiece clamping.

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

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



PIRISRMFEEER curing conarions

P.9~P.14

AT-2

ZI==0U LEER - PIVS =0 LGSR S AN =F R b=k )

FHYIEEX

Wjﬁ‘l\ﬁ/l‘uaz{ial TN SRS EE RGN WA ACEHN  Magnesium Alloy Casting - Zinc Alloy Casting Tita.nium Alloy
AL- AC- ADC MC- ZDC Ti-6Al-4V
HELZLTIHI R KB EDEHE] KA IR KB ELDEHE]
Recommended Coolant Water-Soluble Water-Soluble Water-Soluble
CE)tJtﬁug%are%d 35~100 35~55
(m/min)
PUES| mIE | o |EHREE | EomE m200#08 IeTETREEERIEIDEON] EiEE | E0EE 17200508
Thread Thread Size Spgejﬂ Feed‘ Feed per Tooth Sp_eg‘d Feed_ Feed per Tooth Sp.ee::I Feed‘ Feed per Tooth
(min™) (mm/min) (mm/t) (min™) (mm/min) (mm/t) (min™) (mm/min) (mm/t)
M 3 X0.5 24 10,610 85 0.01 7,958 64 0.01 5,968 48 0.01
M 4 X0.7 3.1 8,214 111 0.015 6,161 83 0.015 4,621 62 0.015
M 5 X0.8 4 6,366 87 0.017 4,775 65 0.017 3,581 49 0.017
M 6 X1 4.6 5,536 103 0.02 4,152 78 0.02 3,114 58 0.02
M 8 X1.25| 6.2 4,107 111 0.03 3,080 83 0.03 2,310 62 0.03
M M10 X1.5 7.5 3,395 119 0.035 2,546 89 0.035 1,910 67 0.035
M12 X1.75| 9 2,829 127 0.045 2,122 95 0.045 1,592 72 0.045
M16 X2 11.7 2,176 129 0.055 1,632 96 0.055 1,224 72 0.055
M 18 X25 | 14 1,819 97 0.06 1,364 73 0.06 1,023 55 0.06
M20 X25 |15.7 1,622 91 0.065 1,216 68 0.065 912 51 0.065
No. 8-32UNC| 3.1 8,214 84 0.01 6,161 63 0.01 4,621 47 0.01
No.10 -24UNC| 3.7 6,882 96 0.015 5,162 72 0.015 3,871 54 0.015
Va -20UNC| 4.55 5,597 159 0.025 4,197 119 0.025 3,148 89 0.025
Va -28UNF| 4.55 5,597 159 0.025 4,197 119 0.025 3,148 89 0.025
U %6 -18UNC| 5.7 4,468 151 0.03 3,351 113 0.03 2,513 85 0.03
3/3 -16UNC| 6.7 3,801 158 0.035 2,851 118 0.035 2,138 89 0.035
7h6 -14UNC| 7.7 3,307 162 0.04 2,480 122 0.04 1,860 91 0.04
2 -13UNC| 9.2 2,768 137 0.045 2,076 103 0.045 1,557 77 0.045
Yie- 28 4.86 5,302 %1 0.025 3,976 %1 0.025 2,982 %1 0.025
Vs - 28 5.76 4,465 *1 0.03 3,349 %1 0.03 2,512 %1 0.03
Rc Va- 19 7.98 3,225 %1 0.04 2,419 %1 0.04 1,814 %1 0.04
(PT) | 3s-19 9.68 2,654 #1 0.045 1,990 %1 0.045 1,493 %1 0.045
2 - 14 11.61 2,215 %1 0.055 1,661 R 0.055 1,246 %1 0.055
1T -1 15.54 1,654 1 0.065 1,240 %1 0.065 930 %1 0.065
Yie- 27 4.86 5,304 %1 0.025 3,978 %1 0.025 2,984 *1 0.025
Vs - 27 5.76 4,467 %1 0.03 3,350 %1 0.03 2,513 %1 0.03
NPT Ya- 18 7.98 3,227 %1 0.04 2,420 %1 0.04 1,815 %1 0.04
3 - 18 9.68 2,655 *1 0.045 1,991 %1 0.045 1,493 *1 0.045
2 - 14 11.61 2,215 %1 0.055 1,661 %1 0.055 1,246 *1 0.055
1 - 11%| 1554 1,653 *1 0.065 1,240 %1 0.065 930 *1 0.065

EXDhEEOE TTERATEL,

H1LIMIT VRS ICKDELED T,

1. ThreadPro THIHIRRENBYIRIRMHIFSEECTY . THEAVIELICHID . UIHIS
HRAERZHEICT—I M. T vy I OBIEEOERIRICKD. YIRS 2R
TEL,

2. TEDRNBEZ&/I\RICIIZ TTEATE L,

3. ¥IRY U LEEVIHIICEVTEIEIHEIZ AT D&, YRR X —h DRI 55
DZETHEATEV. e, 10 <FOUE - BEE(SEE TSV BXDBNHEHDET,

X*F Y VERE - NIBGECE U TR KEMIEIHEZ CEADLE. RUITRT1DEED
ULIEZ A )Uik—)LBIRY A X CR7UR © OFN) TINT 9 255D LiEskiRMERS
nFEy.

Spindle rotation must be counterclockwise due to the
left-hand cut configuration.

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

1. The cutting conditions initially displayed in ThreadPro are reference values.
Before use, please adjust the cutting conditions according to the recommended
cutting condition table as well as the actual machining environment, such as the
rigidity of machine, tool holder and workpiece clamping.

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

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

% For titanium alloys and Ni-based alloys, the above condition table applies only
when using a water-soluble cutting fluid and processing with a thread length of
approximately 1xD or an oil hole compatible size (oil hole column: O mark).




P.9~P.14 AT-2
i O D4 =5 W
4 >32)L Inconel —
HELBYHIHH KA HIERE] KA
Recommended Coolant Water-Soluble Water-Soluble
cﬁﬂﬁg%rid 35~100
(m/min)
S mTE S ElEmEE EDRE 1AHDDZEDE ElEmEE EDRE 1AHDDZEDE
Thread Thread Size Sp.ee:i Feed_ Feed per Tooth Spc_se::l Feed_ Feed per Tooth
(min™) (mm/min) (mm/t) (min™) (mm/min) (mm/t)
M 3 X0.5 24 4,642 37 0.01 7,958 64 0.01
M 4 X0.7 3.1 3,594 49 0.015 6,161 83 0.015
M 5 X0.8 4 2,785 38 0.017 4,775 65 0.017
M 6 X1 4.6 2,422 45 0.02 4,152 78 0.02
M 8 X1.25| 6.2 1,797 49 0.03 3,080 83 0.03
M M10 X1.5 7.5 1,485 52 0.035 2,546 89 0.035
M12 X1.75| 9 1,238 56 0.045 2,122 95 0.045
M16 X2 1.7 952 56 0.055 1,632 96 0.055
M18 X2.5 |14 796 42 0.06 1,364 73 0.06
M20 X2.5 | 157 710 40 0.065 1,216 68 0.065
No. 8-32UNC| 3.1 3,594 37 0.01 6,161 63 0.01
No.10 -24UNC| 3.7 3,011 42 0.015 5,162 72 0.015
Va -20UNC| 4.55 2,449 69 0.025 4,197 119 0.025
Va -28UNF| 4.55 2,449 69 0.025 4,197 119 0.025
U %e -18UNC| 5.7 1,955 66 0.03 3,351 113 0.03
38 -16UNC| 6.7 1,663 69 0.035 2,851 118 0.035
746 -14UNC| 7.7 1,447 71 0.04 2,480 122 0.04
2 -13UNC| 9.2 1,211 60 0.045 2,076 103 0.045
Yie- 28 4.86 2,320 R 0.025 3,976 %1 0.025
Vs - 28 5.76 1,954 R 0.03 3,349 %1 0.03
Rc Va- 19 7.98 1,411 R 0.04 2,419 %1 0.04
(PT) | 3-19 9.68 1,161 #1 0.045 1,990 %1 0.045
V2 - 14 11.61 969 R 0.055 1,661 %1 0.055
1 -1 15.54 724 %1 0.065 1,240 %1 0.065
Yie - 27 4.86 2,321 R 0.025 3,978 %1 0.025
Vs - 27 5.76 1,954 %1 0.03 3,350 %1 0.03
NPT Va- 18 7.98 1,412 %1 0.04 2,420 %1 0.04
33 - 18 9.68 1,161 R 0.045 1,991 %1 0.045
2 - 14 11.61 969 R 0.055 1,661 %1 0.055
1 - 11%|15.54 723 R 0.065 1,240 %1 0.065

EXDchEEOE TTERATEL,

H1LINLTTHIVREICRKDELEDFRT,

1. ThreadPro CHIBIRRE NBYMIRHEBEETT. CEAVRELISHD. YR
HEEEREDEICT— o P, F vy o OBESOERRRICSD . YHIRE 2B
&L

2. TEORUBZERIRICIZ CTEATEL.

3. RORYY LARYMICHV TR BT DI THEN X —NOHET 55
DETHEATEL. . Y0 < TOME - ERISEE TV FROBNDBOET

#*FYUER  NIBGRCE U TEEEIEbHEIZ CERD L. QUIITRT1DEED
UL EF A Uik—)L@ Y A X Gyl © OFN) TINT 9 255D LieskRMER S
nFE9,

Spindle rotation must be counterclockwise due to the
left-hand cut configuration.

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

1. The cutting conditions initially displayed in ThreadPro are reference values.
Before use, please adjust the cutting conditions according to the recommended
cutting condition table as well as the actual machining environment, such as the
rigidity of machine, tool holder and workpiece clamping.

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

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

% For titanium alloys and Ni-based alloys, the above condition table applies only
when using a water-soluble cutting fluid and processing with a thread length of
approximately 1xD or an oil hole compatible size (oil hole column: O mark).
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EIRISRFEEER curing conarions

P.15~P.16 AT-2 R-SPEC

Work Material Aluminum Alloy Casting Aluminum - Magnesium Alloy Copper Alloy
o AC4C- ADC A5052 - A7075 - AZ91 - AZ8OA C1100

HESZUIHIHRE] KA LRI EA] KBTI R KA ELIE R
Recommended Coolant Water-Soluble Water-Soluble Water-Soluble
Cutting Speed 100 ~300 100 ~300 100 ~300
(m/min)
2D5A T 25D A7 2D A7 25D5 A7 2D AT 25D A7
2xDType 2.5xDType 2xDType 2.5xDType 2xDType 2.5xDType

INT#E T = T 7 T T
Thvead i mes zoex 'L meeE zoam 0 EEAEOT AR RO AR oree 2oz 000 oman moae 1%
Speed Feed BYZE  speed  Feed KBUE  ENINNENIYY] Speed | Feed Speed Feed B2  speed  Feed B2

(min™)  (mm/min) Feed perTooth (min)  (mm/min) Feed perTooth (min™) | (mm/min) Feed perTooth (min™) | (mm/min) Feed perTooth (min™)  (mm/min) Feed perTooth (min™)  (mm/min) Feed perTooth

(mm/t) (mm/t) (mm/t) (mm/t) (mm/t) (mm/t)

M 3X0.5 | 24 (13,263 1,592 | 03 (13,263 1,592| 03 [13,263| 159 | 0.03 |13,263| 159 | 0.03 [13,263| 159 | 0.03 |13,263| 159 | 0.03

M 4X0.7 | 3.1 (14,375 1,941 | 03 |14,375/ 1,941 | 03 |14,375] 194 | 0.03 14,375 194 | 0.03 |14,375] 194 | 0.03 |14,375| 194 | 0.03

M 5%X0.8 | 4 [15915/1910| 03 |12,7321,528 | 0.3 |15915] 255 | 0.04 |12,732| 204 | 0.04 |15915] 255 | 0.04 |12,732| 204 | 0.04

M 6X1 4.6 (15224| 2,842 | 04 |11,072| 2,067 | 0.4 [15224) 284 | 0.04 |11,072| 207 | 0.04 |15,224| 284 | 0.04 [11,072| 207 | 0.04

M 8%X1.25| 6.2 12,322/ 2,218 | 04 | 8214/1,479| 04 |12,322| 277 | 0.05 | 8214| 185 | 0.05 |12,322| 277 | 0.05 | 8,214 185 | 0.05

M10X1.5 | 7.5 10,186/ 2,037 | 04 | 6,791/ 1,358 | 04 (10,186 255 | 0.05 | 6,791 170 | 0.05 [10,186| 255 | 0.05 | 6,791| 170 | 0.05

M12X1.75| 9 8,488/ 1,698 | 04 | 5659/ 1,132| 04 | 8488/ 212 | 0.05 | 5659 141 | 0.05 | 8488 212 | 0.05 | 5659 141 | 0.05

EXDIcHEHFEEE CTHERATEL, Spindle rotation must be counterclockwise due to the

left-hand cut configuration.

1. ThreadPro CTHIEARTE NDENHIRMIFBSEE T, CERAVELICHIED. tIHIS 1. Before use, please adjust the cutting conditions according to the recommended
HEERZDEICT—IPEM. F v v I DRILEDERIKRICKD . UIHIRGZ Az cutting condition table as well as the actual machining environment, such as the
TEL, rigidity of machine, tool holder and workpiece clamping.

2. TEDIRMBEEZR/IVRICIDZ TTERTEW, 2. Tool vibrations should be kept at a minimum level for maximum accuracy.

3. TR ST B CUIEEEEI R T DR EIMEE X — N OREET 36 3. When machining magnesium alloy materials, please use the coolant oil

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

DETEATE, e, 510 < FOWME - ERICEET TV, RAOBNHBDET. cutting chips to prevent fire hazards.



WH-VM-PNC

WH-VM-PNC s1~1.4,M1~1.8 e AL WX-ST-PNC « WXO-ST-PNC [ ) € T
Hl . =
oo T T IE1) DETLR ke om BT W giEs | 2om
utting Spee - - utting Spee ee utting Spee ee utting Spee ee
(m/min) |DC=¢0.72 Bg=g?g§ BE=$}§ (m/min) (mm/t) (m/min) (mm/t) (m/min) (mm/t)
& =% @ - ik bl ~(C0.25%| 60~ 90 0.02 0.03 0.05 60~ 90 |0.02~0.08 80 ~120 |0.04~0.1 | 50~ 75|0.01~0.11
Low Carbon Steel - Mild Steel
LI T €0.25%~ | ¢ - - - - _ _
Medium Carbon Steel 0.45% 60~ 90 0.02 0.03 0.05 60~ 90 0.02~0.08 80 ~120 |0.04~0.1
= oo = L C0.45%~| 60~ 90 0.02 0.03 0.05 60~ 90 [0.02~0.08 80 ~120 |0.04~0.1 - -
High Carbon Steel
- 8 SCM - - - - 30~ 60 [0.01~0.03| 80 ~120 |0.02~0.08 - -
Alloy Steel
25~45HRC - - - - 30~ 60 |0.01~0.03| 60 ~100 |0.02 ~0.08 - -
Hardened Steel 45~50HRC - - - - 30~ 60 [0.01~0.03 - - - -
50~60HRC - - - - 30~ 69 0.01~0.02 - - - -
IS | SUS304 | o g9 | 002 0.03 0.05 | 60~ 90 0.02~0.08| 40 ~ 80 [0.02~0.06| — -
Stainless Steel SuUs420 ] A
c
= =
== ! SKD - - - - - - - - - - ‘H’u 5
Tool Steel Q@
# 38
: SC 40~ 60 0.02 0.03 0.05 40~ 60 [0.02~0.09| 40 ~ 65 |0.02~0.09| 40~ 65 |0.02~0.09 3
Cast Steel 14: %
% me
Castlron FC 40~ 60 0.02 0.03 0.05 50~100 (0.03~0.1 | 50 ~100 |0.03~0.1 | 50~100 |0.03 ~0.1 =
4 9 1) & & FCD 40~ 60 0.02 0.03 0.05 50~ 70 (0.03~0.1 | 50 ~ 65 |0.03~0.1 | 50~ 65|0.03~0.1
Ductile Cast Iron
i Cu - - - - - - - - 65 ~130 (0.03 ~0.1
Copper
i Bs - - - - - - - - 65 ~130 (0.03 ~0.1
Brass
s ﬁ # BsC 60~100 0.04 0.06 0.08 50~100 |0.02~0.06 - - 65 ~130 (0.03 ~0.1
Brass Casting
i PB - - - - 50~100 |0.02~0.06 - - 65 ~130 (0.03 ~0.1
Bronze
7ZILS—
/ JbT_UL\EEM‘ Al 70~100 0.04 0.06 0.08 50~100 |0.02~0.06 - - 50~ 70 (0.03~0.1
Aluminum Rolled Steel
ZIL=— =
Z }bf_'jbnﬁﬁw AC,ADC | 70~100 0.04 0.06 0.08 50~100 (0.02~0.06 - - 65 ~130 (0.03 ~0.1
Aluminum Alloy Casting
o =
77:'.{#'71“:'%%% MC 70~100 0.04 0.06 0.08 50~100 [0.02~0.06 - - 65~130 0.03~0.1
Magnesium Alloy Casting
AR~
& ﬁ.ﬂ S & ﬁ i ZDC 70~100 0.04 0.06 0.08 50~100 (0.02~0.06 - - 65 ~130 (0.03 ~0.1
Zinc Alloy Casting
~ O
¥ 9 ./ 8 % Ti-6Al-4V| 20~ 40 0.01 0.02 0.03 20~ 60 [0.01~0.03 - - 20~ 60 |0.02 ~0.06
Titanium Alloy
N i 2 5 FEeEE _ _ _ _ - - _ _ - -
Ni-based Alloy Inconel 20~ 60 |0.01~0.03 20~ 60 |0.01~0.03
?&ﬁﬁft'&j?l?‘?ﬁ - 50~100 0.04 0.06 0.08 50~100 (0.02~0.06| 65 ~130 |0.03~0.13| 65~130|0.03~0.13
Thermo Setting Plastic
g&ﬂ'ﬁ'l‘ijjxfyﬂ - 50~100 0.04 0.06 0.08 50~100 (0.02~0.06| 65 ~130 |0.03~0.13| 65~130|0.03~0.13
Thermo Plastic

1. COYEISHERERE. KEAMEBRZERTHEE5DHDTT, 1. Theindicated speeds and feeds are for water soluble oil.
2. RIRVILEEICIE. KBHELIESHEIEERTEE B 2. Water-soluble oil is not suitable for tapping magnesium alloy.
3. D—U DRI, F v IDRAIEICKO>TEIYVBEIZREEZEZIDUENSGDFT, 3. Please adjust the cutting conditions depending on the rigidity of machine, tool
4. RUITREHRVEE. KELEYFORUZMIT 35HE(E. INSHDZEDE holders, and workpiece clamping.
ZEREL.HEICHIFTMIVTREL, 4.1f the tapping length is long, or when machining a large-pitch thread, select a
5. MIUEETHRUHT—/NICE>TED S —IDADHRBVESF. €ONY (T smaller feed and separate the machining process into a few segments.
EFINI) ZEMUTTEL, 5.1f a machined parallel internal thread is tapered and prevents the go-gauge from
6. HY-PRO PTRSEDRIBY IS TR UDWIBHEERICIECDHIEF. R AF[DENA going through, add a zero cut (finish machining).
REZRUDBEDOHFLUTICLTTEL, 6. When frequent chipping or breakage occurs of the HY-PRO P cutting edges, it is
recommended to reduce the radial depth of cut by 50%.
1 PHAFEDOINI IO SAICTKEITRE TS,
%2 BA[IC2E ECHIFTIMNIULTTIEL. %1 Pay attention to conditions including the depth of cut in the machine
program.
%2 Please use at least two passes in order to avoid tool breakage or excessive
wear.



PDHISRIFREETR cuting conaons

HY-PROP ¥ILF R4 > b GNELINVE) I €A

OT-SFT-PNGT OT-PNGT PNGT N 4l
ulti-Point Single Point
Hl . — = —_ = =
el Py B iz | xoE Ay B vz | mom DL ARy
Cutting Speed Feed Cutting Speed Feed Cutting Speed Feed Cutting Speed Feed Cutting Speed Feed
(m/min) (mm/t) (m/min) (mm/t) (m/min) (mm/t) (m/min) (mm/t) (m/min) (mm/t)
& % 5% & - Eﬂ bl ~C0.25%| 50 ~ 75|0.01~0.11| 40 ~ 60| 0.01~0.09| 20 ~ 30|0.01~0.05{100~210| 0.05~0.3 |{100~210|0.24 ~0.36
Low Carbon Steel - Mild Steel
LA B T €0.25%~ | 40 - - - _ - - N - -
Medium Carbon Steel 0.45% 40 70/0.01~0.11| 30 50(0.01~0.04| 10 20/0.01 ~0.05/100~ 180 0.05 ~0.25/100~ 180 0.24 ~ 0.36
= g = i C0.45%~| 40 ~ 70|0.01~0.11| 30 ~ 50|0.01~0.04, 8~ 12|0.01~0.05[100~170|0.05~0.2 {100~170|0.22 ~0.33
High Carbon Steel
AIonﬁsteeI i SCM 15 ~ 30|0.01~0.03| 15~ 30(0.01~0.03| 10~ 15|0.01 ~0.05| 60~130|0.05~0.2 | 60~130|0.18 ~0.27
25~45HRC - - 15~ 30/0.01~0.03| 10~ 15|0.01~0.05 - - 70~110/|0.16 ~0.24
=] Bl - _ _ _ _ _ — — — — —
Hardened Steel 45~50HRC
50~60HRC - - - - - - - - - -
2 0 S | SUS304 | 50 40/0.01~0.06| 20 ~ 40|0.01~0.06| 10~ 15| 0.01~005| 70~140]0.05~0.15 70~ 140|016 ~0.24
Stainless Steel SUS420
1= i — _ — — - - — - ~ ~
Tool Steel SKD 70~110/0.16 ~0.24
Cast Steel ) SC 40 ~ 65|0.02~0.09| 30 ~ 50|0.02~0.07| 10~ 20|0.02~0.1 |100~170|0.05~0.1 | 70~120| 0.14 ~0.21
Cast Iron i FC 50 ~100|0.03~0.1 | 40 ~ 75|0.02~0.08| 20 ~ 50|0.02~0.1 | 60~130|0.05~0.15| 60~ 120|0.16 ~0.24
4 9 1)V & &% FCD 50 ~ 65|0.03~0.1 | 40 ~ 50|0.02~0.08| 20 ~ 30|0.02~0.1 | 60~130| 0.02~0.08 60~ 100/ 0.16 ~0.24
Ductile Cast Iron
Coﬁ'l»er Cu 65 ~130|0.03~0.1 | 50 ~100| 0.02~0.08 50 ~ 80|0.02~0.05/120~210|0.1 ~0.3 {120~210|0.5 ~0.75
Brass il Bs 65 ~130|0.03~0.1 | 50 ~100|0.02~0.08| 50 ~100|0.02~0.05/120~210|0.1 ~0.3 [{120~210|0.6 ~0.9
i ﬁ # BsC 65 ~130|0.03~0.1 | 50 ~100|0.02~0.08| 50 ~100|0.02~0.05/120~210|0.1 ~0.3 {120~210|0.6 ~0.9
Brass Casting
Bronze i PB 65 ~130|0.03~0.1 | 50 ~100| 0.02~0.08 30 ~ 60|0.02~0.05/120~210| 0.05~0.25(120~210| 0.5 ~0.75
(S )L,=— [\ FIE4 |
J )b‘,_'jL\Eﬁ‘EH Al 50 ~ 70/0.03~0.1 | 40 ~ 55|0.02~0.08| 40 ~ 55|0.02~0.08/100~250|0.1 ~04 [100~180|0.5 ~0.75
Aluminum Rolled Steel
Z),=— P
J be—ghnﬁﬁm AC,ADC | 65 ~130(0.03~0.1 | 50 ~100|0.02~0.08| 50 ~ 80|0.02~0.1 |150~400|0.01~0.3 |{150~280|0.4 ~0.6
Aluminum Alloy Casting
e |
Vﬁ*{'jbnﬁﬁ% MC 65 ~130|0.03~0.1 | 50 ~100| 0.02~0.08| 50 ~ 80|0.02~0.1 |[150~400|0.01~0.3 |150~280|04 ~0.6
Magnesium Alloy Casting
v oo
i i'.ln 5 & ﬁ e ZDC 65 ~130|0.03~0.1 | 50 ~100|0.02~0.08| 50 ~ 80|0.02~0.1 |150~400|0.01~0.3 |{150~280|04 ~0.6
Zinc Alloy Casting
~ Py
g e risaay|  — - - - - - - - - -
Titanium Alloy
N i 2 5 5 =k _ _ _ _ _ _ _ _ _
Ni-based Alloy Inconel
mﬁ1t’&j?za—-‘¥ Z - 65 ~130|0.03~0.13| 50 ~100|0.02~0.1 | 50 ~ 80|0.02~0.1 |150~400|0.05~0.3 |{150~280|04 ~0.6
Thermo Setting Plastic
ﬁm%ﬁiﬁij v - 65 ~130|0.03~0.13 | 50 ~100| 0.02~0.1 | 50 ~ 80|0.02~0.1 |150~400| 0.05~0.3 |{150~280|04 ~0.6

. COYIHIRMRERE. KBEIEIHEZERTH5E0HDTT,
L RORYDLERCE KEETHRAdEATEZ A,
. D=0 DEIEPEM. F+v I DRIEICKOTFEIRGZEIDUNENDDH T,

- RUITRENRVIEE, KELFEYFORUZMITHEF. NESHDEDE

ZEEL. HEICHIFTMIVTFEL,

MIUIEFETHRUDT—/INICEOTED F'—IDADDBWNESF. EONY Mt

EIFMNI) ZEMULTTEL,

. HY-PRO PTHEDRIEPL T SV TR U DIREHEEICE I DRIF. FEF[DEBA

REZERUDFETOFDUTICLTTEL,

. Theindicated speeds and feeds are for water soluble oil.

Water-soluble oil is not suitable for tapping magnesium alloy.

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

4.1f the tapping length is long, or when machining a large-pitch thread, select a
smaller feed and separate the machining process into a few segments.

5.1f a machined parallel internal thread is tapered and prevents the go-gauge from
going through, add a zero cut (finish machining).

6. When frequent chipping or breakage occurs of the HY-PRO P cutting edges, it is

recommended to reduce the radial depth of cut by 50%.

[N



7 - 5 y b'ﬁm H§® ﬂ-{,ﬂ' y b Proper Usage of Coolant

BASERZESEVDESIE, BEICNORICTT? I O—FcEEIHERFIH
HIEINBLSMEICTERETEL,

When using external coolant, ensure that the cutting fluid is properly positioned so that it is supplied into the hole.
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BASRAREMEDOIYY VI 5 ZBEVDIETIE.
JLy RRIV—=5 4 TOEETEZHRNELE T,

If you are using a machining center with a through-spindle coolant system, the use of coolant through
collet is recommended.

YINISREEER (P.57 ~ P.65) ESZICTICELES -5 Y FEBEETEL, I

Refer to the cutting condition tables (p.57 ~ p.65) to select a suitable coolant for machining.

EiEH SUBISRE. IHIRESE CRIL<BELTVET,

ﬁ Covers a wide range of topics, from basics to cutting conditions and cutting principles.
RY — Nl
TECHMICAL nbwbjj41 (le‘y h:}l’)
BATA *QU'&?JD I542 Thread Milling Cutter (Thread Mill)
o FIFIBEAZB Main Contents
-
* . Ay FE)I)(D%E . %EE(DEHEE Features of the thread mill and explanation of each part
T — .E:

1
2. BNTJEIE Processing principle

3. LUHID U K d+ Mechanism of cutting

4, TENFE ALvw RIS )IVOFEFEELFRE Tool classification, types and features of thread mills E
5. mﬁu%ﬁi Cutting conditions ;'_\._'J.
6. NCjD 75A1’FE‘2 NC program creation
7
8
9.
0

[=]
3

. (RRBENCTFOT S Ll Typical NC program example
. BB Regrinding

2w RV YU—ZD RS TIUSER Troubleshooting for thread mill series
. FAQ FAQ

FHEIB55

Scan for details
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1]" I 5-“ — 9 Cutting Data

JYLURYUa—vavALyRI)L P.69

One Pass Thread Mill

Thread Mill with End-cutting Edge for High-hardness Steels

HHAEN N EFERAL YRV P.75

High-efficiemcy Thread Mill with End-cutting Edge for Non-ferrous Materials

INBRUA 7S53Rvhhvs P.76

for Small Diameter

2F—VA TSRYNIVE P77

for Steels

AF—IVRHBNNE TSRvbAYE P.78

for Steels with Internal Coolant Supply

for Nonferrous Metal and Heat-Resistant Alloy

for General Purpose, Solid Carbide Spiral-Fluted Type

for General Purpose, Solid Carbide Type

for HSS

Super-Planet Cutter for Multifunction Milling

for HY-PRO P

.U- 7I-\° — I\ ‘y — } l/ Supporting Tools

ALYRI I ZEYR—KT23DDY—)b

3 Supportive Tools for Your Thread Milling Needs

DCT75 FIR~ER

DCT75 Specification

DCT RART AR

DCT Specification




AT' 1 ”uI;—‘_ 9 Cutting Data

.En Unm%% Effects of left-hand helix

EFEIEL AT-1 . IIIIIHJH(DUDIQ Uﬁﬂlﬁ%ﬂ.ﬁ Comparison of differences in internal thread pitch diameter at initial cutting stage
Tool $7.7%X22 P1 4F Bf{il:mm Unit:mm
HHIAA O DEME BflDEZERE ZE=
Work Material SCM440 (30HRC) Hole Entry . Inner Hole Are:: Dia. D:;Ference
Cuting Speed 100m/min (4,136min") BRUME | 5120 ~+0.140 | +0.040 ~+0.060 | 0.060 ~ 0.100
Right Hand Helix
X DEE ;
Feed 380mm/min (0.1Tmm/t) ERUNE
; +0.120 ~ +0.140 | +0.120 ~ +0.140 0~ 0.020
HRLYAZ Left Hand Helix
Internal Thread Size M10X1mm , N — Loy
BWRAESE  RTVIT—Y
-lei{rlitHole sine »9X18mm 'I%;E;)?g)h Pitch diameter measurement method : Step gauge ﬁgﬂﬁﬁzoum
RUITES Handl uﬁeﬁﬁ f
5 i landles pitch diameter differences of
Threading LenLgth 15mm 20 um or less.
MI7EE FOVhy k1R
Machining Method Climb milling 1-Pass o
BWEHR (A X —)
Wﬁﬂiﬂiﬁﬂ 7J<E'|$tﬂ'ﬁ“5ﬂi§u (mm) Changes in pitch diameter with time (rendered image)
Coolant Water-Soluble 0.14
FEFR IR Y=V 5t (BT30) - -
Machine Vertical Machining Center 0.12 . Eﬁ}éﬂﬁg . EEH%HQ)('%
0.1
) _ . 5 0.08-
- ERUNER. OsBAOEMBEEINEL. &=
T—IF7 T T BDHEV. T, AINZERMIE $ 006+
950Ny MHREELED, REM. & 004
*The left-hand helix's small pitch diameter difference '
between the hole entry and inner hole allows a 0.02
delay in gauge-out failure. Moreover, longer tool life
can be achieved with “zero cutting” for correcting 0
bending being eliminated. 1 100 200 300 400 500 600 700 800 900 1,000

A—IF72R

MIE

Number of processed thread holes

. EgiAS: i 7_-4 yﬁm;ﬂ% Effects of EgiAs coating

EHTE AT-1

Tool ®7.7X22 P1 4F

REA

Work Material SCM440

tEIEREE . -

Cutting Speed 80m/min (3,307min"")

iEDiEE 30mm/min (0.0Tmm/t)
eed

HRLYAX

Internal Thread Size M10X1mm

TR ®9x25mm (LED)

Drill Hole Size Blind

RUITRE

Threading Ler;;th 19mm

SIRlHA] KB EEDEmA

Coolant Water-Soluble

{SEFAREA IRV =V ItV (BT30)

Machine Vertical Machining Center

EgiAsd—F 4%

EgiAs Coating

[ | 2,0007{’]“1& Cutting edge after threading 2,000 holes

EIRER

WXI—F4VY

WX Coating

.!!lll.sinh“ih




O~ DHFWHIHE. FecERc T RAETIMIZ{TOTVET

Work materials @ to ® are machined under the conditions shown below.

HRUY1X

Internal Thread Size

M10X%1

AN ®9x25mm (1Eb)
Drill Hole Size Blind
RUITRE
Threading Length 19mm
HDELmA KB MEEEmA
Coolant Water-Soluble
{EF MRV =TtwV% (BT30)
Machine Vertical Machining Center

@ SUS304®”"I Machining SUS304

1B TLERD,.

Eg: +0.080 step gauge passes completely, +0.100 step gauge stops less than or equal to one revolution.

2. 1. Z@Ic T EETRERSF (ZABEZV)

Fastest cutting condition (including number of passes) while fulfilling the requirement of

Condition 1.

1. RUDOTERDEMERZED 20 m LI

Internal thread pitch diameter difference between hole entry and inner hole area: 20um or less

Bl : +0.080 DR T v IT—IHINTED, +0.100DR T v I —IhHt

ERTE AT-1 {3 1560
Tool @®7.7%22 P1 4F Competitor 7:.|E ’ ,!ﬂjﬁﬁ_]’
7% 1,000 ] Still Running
gﬁ?ﬁgeed 120m/min (4,961min') | 140m/min (5,122min") i& 800
2 WA 170% LLE o oo
. g 3 | Durability Over -
ADEE 228mm/min (0.05mm/t)| 200mm/min (0.Imm/t) £ 600 i
§ 400 -
IAPE ¢ o o &
Number of Passes TIAR pass 2/XR Passes 3 200
E 0 -
7JDIH§FE'3 7)Y )3 - R
Pl 2,26 sec_yrliflog 3.03 sec AT-1 Jﬁt{tﬂgr
Efficiency
@ SSOCU)IJHI Machining S50C
=] AT-1 e oo GP-OUT
Tool ®7.7X22 P1 4F Competitor %JE
7%
IHLERE . . . . # 600
Cutting Speed 160m/min (6,614min') | 140m/min (5,122min™") ! GP-OUT
§ Dﬂuﬁy‘_!& 150%
Eea’zg 122mm/min (0.02mm/t) | 20mm/min (0.01Tmm/t) 3 400
‘ £ 200
N2 ‘ . :
Number of Passes 1/\R Pass 3J\R Passes é
H 0-
NNITEFRY iy iy _ SRaTs
P 4,28 sec /0% 45.4% sec AT-1 c{ﬂ,eﬁﬂr
Efficiency
@ SCM440®”HI Machining SCM440
] AT-1 fiit e 2,500
Tool ©7.7X22 P1 4F Competitor n~ s fikspEET
7% Still Running Still Running
IR 80m/min (3,307min") | 140m/min (5,122min"") 5 2000
Cutting Speed ! ’ g
s 1,500
Eeaiig 30mm/min (0.01mm/t) | 20mm/min (0.01mm/t) g 1,000
JN2E . ‘ s 500
Number of Passes 1/\R Pass 4)\A Passes E
2 0-
INITBFRY 0 iy _ + 5
e e 171280 sec e 350% 60.54% sec AT-1 Jﬂe&gr

Efficiency

ejeq bumnd

il
T
T
I
4




AT' 1 ”HI;—‘_ 9 Cutting Data

((\e“tm Cong, o,

v, MLSAERE T, HEIHENZHIR

Reduce power consumption by shortening machining time

ﬁﬂlf 9 AT I TR

One-pass machining reduces machining time

. SUS304 mag Eﬁﬁ% SUS304 durability test result

4

FEIE AT-1 WX-ST-PNC
Tool $9.7X27 P1.5 5F | ©9.5X22.5 P1.5 NI
(Holes) Number of processed thread holes
ol
Work Material sus3o04 1,000
tIEERE 100m/min 120m/min
Cutting Speed (3,283min") (4,021min") 800
EDRE 31Tmm/min 42mm/min
Feed (0.0Tmm/t) (0.01Tmm/t)
HRLT1X E
Internal Thread Size M12x1.5 600
TR ©10.5x25mm (G&D)
Drill Hole Size Through
400
RUITRE
Threading LenLgth 22.5mm
SO KB MELIE B 200
Coolant Water-Soluble
BRI IRV =vTtwr% (BT30)
Machine Vertical Machining Center 0
INZE N ¢
Number of Passes TIXR pass 3/\R Passes WX-ST-PNC
17VDIN RS (72)
(sec) Processing time for threading 1 hole (sec.)
50
40 41
30
20 "
BEZE 240%
Efficiency
10
0 i
AT-1 WX-ST-PNC




AT'2 ”ng:_g Cutting Data

m‘ﬁ“ %REQE*Wﬁ%E Evaluation method of cutting test

OHRUBEED75%% @GP OUTICH o5 OIFEBLLIE
B TEDEWMEE U THERRE. HIEZTVHWMEICRT . fHA1E# DN T H%ERE5 Ui
Sﬁart &he tgst l?]y setting tPe 75% aglcuracyhoginternal Perform cgrrection wl;]en a gaugel—out EBDETCOEQEEDRT .
thread to be the target of acceptable pitch diameter. occurs and return to the target value. e i - -
9 plabiep ¢ HRERONTHERS K BB T EEHR LI
Bl:M8X1.25 $HHRUHEE6H (0~+0.160mm) Repeat steps 1 and 2 until processing after breakage or
Example Accuracy of internal thread correction is less than 5 continuous holes.
JHULME75% :+0.120mm s If machining after correction is less than 5 consecutive holes,
Target value itis judged as tool life.
+0.160— +0.160— +0.160
HULME
+0.120 75% +0.120 +0.120
target 75%
JHLME
75%
BAY—b
Restart to
target 75%
a0 E=E /- o B A— BHRO
Pitch Dia. Pitch Dia. Pitch Dia. __,ﬁ,__'
%  GPOUT ki

. ITj‘D _Eﬁﬂwmalﬁ Outstanding durability by cutting with air-blow

FEETE AT-2 AT-2 AT-2 7."]
Tool ®3.1X8P0.7 $6.2X16 P1.25 ®»7.5X20P1.5 300 T o)
wHI Lz
Work Material SKD11(60HRC) T cg
o

RS 45m/min 45m/min 35m/min | =
Cutting Speed | (4,621min™) (2,310min™) (1,485min™) 250 5"
EDEE 46mm/min 83mm/min 56mm/min
Feed (0.011Tmm/t) (0.04mm/t) (0.038mm/t)
AT M4x0.7 M8 X 1.25 M10X 1.5 200
nternal Thread Size

a 7
RUITRS 7mm 14.8mm 18.5mm 2
Threading Length M
A 70— £
Coolant Air Blow 3 §

wERY=vsEYy UMRY=VIEYY 5B
e g
Machine (BT40) (HSK63) 10018
Horizontal Machining Center Vertical Machining Center
50 |-

Fria

Correction
h 4
|

AT-2 it AT-2 it AT-2 it
Competitor Competitor Competitor
M4X0.7 M8X1.25 M10X1.5




AT'2 ”HIF‘_Q Cutting Data

. 7kI:§.EWﬁIJ$EEE§E br‘:malli Stable durability with water-soluble coolant

ERTE AT-2 AT-2 20
Tool ®»4%X10P0.8 $7.5X20P1.5
)
Work Material SKD11(60HRC) 290157?
HIEERE 45m/min 45m/min 200
Cutting Speed (3,581min™) (1,910min™) . 35
%D RE 66mm/min 73mm/min P
Feed (0.023mm/t) (0.038mm/t) 33 }
(=]
N . [¥]
o les M5 X 0.8 M10X 1.5 7y 150
nternal Thread Size e
RUITEE £
Threading Length 9.2mm 18.5mm =
EIHUHE KB LR £
Coolant Water-Soluble El 100
SR Wyvv=vovvy | ARV ZVIRVY
bk (BT40) (HSK63)
Horizontal Machining Center Vertical Machining Center
c
TKBETHRRZESEDEVY v ITIITERIED, 50 Tﬁ'§
AKBEVEHEIDER TEDI). Eé
W= 3T T D FRZHIR S 9E D I HE.
Unlike processing with cutting taps, which often involves the use of non-water-
soluble coolant, water-soluble coolant can be used with the AT-2, reducing the 0
d t itch hines.
need to switch machines AT-2 P AT-2 P
Competitor Competitor
M5X0.8 M10X1.5

. 2 .5 D on Uﬁr%ﬁi br”ulmﬁg Stable threading of 2.5 x D made possible

ERATE AT-2 2%%"["79
Tool ®7.5X25P1.5 1897%
?ﬁﬁu*’] Holes
Work Material SKD11(60HRC) — .E
R . o 200 e
Cutting Speed 35m/min (1,485min™") 3
e . 180
e 56mm/min (0.038mm/t)
eed 5 13677
UJ#QU‘J“(X 160 ﬁg Holes
Internal Thread Size M10x1.5 1o iE § -_ 8
RQUITRE
Threading Length 22.5mm “
7v 120
Il I7Jo— 3
Coolant Air Blow % 100
fEFr IRV =TtV % (HSK63) 5
Machine Vertical Machining Center é 80 c
E e '§
60  E g
v
o
20
0
AT-2 fth#t i
Competitor

VISR B R (P.58 ~ P.62) ZBEICIITICEULI -5 FEERET &L,

Refer to the cutting condition tables (p.58 ~ p.62) to select a suitable coolant for machining.

8



. 65H Rcw*&ﬁu*z-z“%%wmalﬁ Remarkable durability in 65 HRC work material

fEATE AT-2
Tool »4%X10P0.8 7( ﬁ Number of Holes
1REI SKH#82 (65HRC) 0 10 20 30 40 50
Work Material Equivalent to SKH | ! ! L | |
?JEIJ’ZE 45m/min (3,581min™)

utting Speed -~
e AT-2 ‘&‘4;/\
’Fi%’zg 29mm/min (0.01Tmm/t) oles
HRUYAX
Internal Thread Size M5x0.8
RUITRE
Threading Length 8mm(2D)
BRElHA] I77o—
Coolant Air Brow
et By =—votry
Machine Horizontal Machining Center

. Em 7_- _’ \019 Uw 60H RC Et’ii bt’]uIEIﬁE Stable processing is made possible even in tapered pipe threads of 60 HRC

ERIR AT-2 10 .
Tool #5.76X16.8 Rc28 207
#HHI
Work Material SKD11(60HRC)
Ml - i %
Cutting Speed 45m/min (2,512min™) ?ﬁé‘}
%b3 . i
Eebd = 39mm/min(0.0Tmm/t) S 587%
. . 7 60 Holes
SET Rc1/8-28 u
nternal Thread Size o 7‘,"]
RUITRS 2 o
Threading Length 6.2mm S I E
— - £ 40 j_'é
R I770- 5 . g
Coolant Air Blow ?ﬁ'g I S
v o
{E R Y=V tU5 (BT40) E §> 4
Machine Vertical Machining Center o
20
0
AT-2 fthttem
Competitor
— 0 \Y
. —ﬂgmwng—l \n b”uI Processing of tapered pipe threads in general steel
ERTE AT-2 300 -
Tool $5.76X16.8 Rc28 e
#RHI
Work Material STAVAX(50HRC) | NAK80(40HRC) S45C
250
BIHLERE . . 4
Cutting Speed 45m/min(2,512min™")
iFEDEE 39mm/min(0.0Tmm/t)
eed 200
HRLUYAX e
Internal Thread Size Rc1/8-28 /ﬁ
RUITRE %
Threading Length 6.2mm 5 0 zﬁgsﬂ
o o 3 24551
=l I770 £ Holes
Coolant Air Blow El
R MYy =Y (BT40) 1% )
Machine Vertical Machining Center S‘ﬁﬁﬁi{g
50
7051
Holes
0
STAVAX . 50HRC NAK80 : 40HRC S45C



AT'2 ”HIF‘_Q Cutting Data

S ER ST @ AR ICDVTIFP.72ETE TS L,

Please refer to p. 72 for evaluation method of cutting test.

. STAVAX(SOHRC E‘ljiﬁ) Eﬁﬁntmallt Excellent durability even in STAVAX (around 50 HRC)

ERATE AT-2 350
Tool $7.5X20P1.5 31075¢
1l STAVAX(53HRC) | SKD61(50HRC) —
Work Material 300
SIERE : o c
Cutting Speed 55m/min(2,331min™) z 250 g
[
EDIRE : o IEc
o 89mm/min(0.038mm/t) % 0 S
Hlaly1X 5
Internal Thread Size M10x1.5 'g 150
RLITRS =
Threading Length 18mm 100
SIEHE IrJo— §
Coolant Air Blow % §>
{E R Y Y=Yty (BT40) ol I
Machine Horizontal Machining Center

STAVAX:53HRC  SKD61:50HRC

. _ﬂgmvaaib’t”ulb“‘mﬁg Stable performance even in general steels

ERIE AT-2 1000
Tool $3.1X8P0.7 87871
REI

Work Material 55400 ss0cC

YIHRE 45m/min 85m/min

Cutting Speed (4,621min™) (8,728min™) Q
EDRE 46mm/min 86mm/min P
Feed (0.011mm/t) (0.011mm/t) 2
HRLYAX z
Internal Thread Size M4x0.7 §
RUITRE

Threading Length 7mm(2D)

SIHIHH KB LD EHE

Coolant Water-Soluble

SEFAtE MRV ITEVS

Machine Vertical Machining Center

YIbLLTF RS TIVEMA T MIH AT REIE fe b, HTi8
DR OZERULIWGEICEM. Fle TIEENSEE.
With the ability to minimize cutting chip troubles, the AT-2 is an effective
solution for avoiding the risk of tool breakage. Processing consolidation
is also made possible.

S50C

AT'2 R'SPEC ”I]I;-‘_g Cutting Data

. F U}l’g ‘y 70( D RT) t wr\iﬁlﬁ*ﬁgtbﬁﬁ“ Comparison of hole position accuracy with drill tap (DRT)

HIRENTOMIHIEX L XRIC!

0.15 (mm)
‘ Useful for preventing shifting of cutting position in cast hole!

DRT
DRT
AT-2R-SPEC
AT-2 R-SPEC

17%8 1sthole

725%H 72nd hole

BEBHEHRENGESTEMUE
| REDSIREQERBML D
BIBTALPTLY -

Rough position settings and inclined nature

~ of cast holes can cause position shifting in
;i following processes...

17%8 1sthole

1007<H 100th hole ZVBE *ﬁ‘:

iation is significa

jmil ¢

ntly controlled!

Amount of dev

M8X1.25 RE18mm AC#H
TR@4.3KDED0.7mmT S LTz il T ER
RUJLFwF 1 Vc=100m/min,f=1.25mm/rev
AT-2 R-SPEC : Vc=220m/min,f=1.2mm/rev

M8x1.25 Depth 18mm AC material
Cutting test by shifting the axial center of
®4.3 pilot hole by 0.7 mm

Drill tap
AT-2 R-SPEC

:Vc=100m/min,f=1.25mm/rev
1 Vc=220m/min,f=1.2mm/rev

VISR B R (P.58 ~ P.63) ZBEICIITICELII -5V FEERET L,

Refer to the cutting condition tables (p.58 ~ p.63) to select a suitable coolant for machining.

8



WH'VM'PNC ”HIF‘_ g Cutting Data

. Zj_-y DZ&M l: B lj-% '.I \Ewn l‘)”uI Machining small diameter internal threads with stainless steel

EATE WH-VM-PNC ftb#t T EFHM Tool Life

Tool 0.72 P0.25 Competitor
190 290

ity 80m/min (35,367min") HHVILPC 21277 Holes Gauge-Out
%e% EE 594mm/min (0.02mm/t) 23597 Holes Gauge-Out
el Tresa e M1x0.25

—D[fi'{lQHole Size $0.782.3mm (éfna) e 1227 Holes Gauge-Out

RUITR 2mm (2D) (1£D) Competitor

Threading Length Blind 1987 Holes Gauge-Out

MIAE PyvIAvh 2)KR

Machining Method Up Cut 2 passes

sl i KBHERLER FIHS v T TEELNESND. ATV UABICH I IERU DR EIEHEIN
TZRBELELUIe. MIQUINI CHRELcTEFmZRIELCLE T,

il RNy =2 Tt sY (HSK-E25) TAKRBHNEVWRUENITDEE FyTORMAEHEEEBELTES LD E.

Machine Vertical Machining Center

WH-VM-PNCOABLE LI IHEIEET T

The WH-VM-PNC was able to perform stably with water-soluble coolant in stainless steel, a
difficult process for cut taps. It was able to achieve long tool life and perform stably when
tapping M1 threads. When processing threads with limited tap drill hole depth allowance for
tap drill holes, the WH-VM-PNC was able to perform more stably than a conventional cut tap.

I
I=s
- P4 » O
. 4 y : *,b71 8 l&- B lj-% ’J \éwn b”uI Machining small diameter internal threads with Inconel 718 ; g"
ERTE WH-VM-PNC tﬂﬁUiEE l\"Ziﬂl HHIR& Number of processed thread holes
Tool 3.2X2.4U32 Cutting Speed No. of
utting Spee: Passes 2‘0 4‘0 6p 8‘0
)
Work Material Inconel 718 (40HRC) ) Bk
40m/min T eelehion:
tJJiﬁ'JiEE 40m/min 60m/min ubstantial tool chipping
Cutting Speed (3,980min") (5,970min) 4
%D ERE 120mm/min 180mm/min 607 Holes ARK o
=) (0.03mm/t) (0.03mm/t) Substantial tool chipping
W 60m/min
Internal Thread Size No.10-32 UNF 2 407 Holes ARK
Substantial tool chipping
VA ©4.1X14mm (1ED)
Drill Hole Size Blind
R 9mm (1.9D) (D) ALy REIVES v T [THA. PIEISEEOFKIDNE U L, §10 < S UIBDSHEI DB
po—— HELRTDCEEL BRELEYYEVIDTRET T, AEFITIE. SifiET—o0
NT7; FoVhvhk 2-4)\R 4 D S 3 g 4 = —
MR s DRk 2N IMESRUDEBFDA LD ROSNTED. MLERELTSBEFDELERRLL
FEHITY, EDE. J(RHMOBE. YIHRFIOEEE, FLETEMA LR LZED.,
YDAl ACEIETHEEE 2 MERDEIAEM SRR E T,
Coolant Water-Soluble
Compared to taps, thread mills have fewer cutting condition limitations. There are no
{E AR MRV =Gt 5 (HSK-A40) worries about chip management or coolant lubricity, and stable tapping is possible. In this
Machine Vertical Machining Center example, we were able to improve the yield rate of small diameter internal threads in a high

value workpiece. Further durability improvements and cost reductions can be expected by
adjusting the feed rate and number of passes, and changing the cutting fluid.



WX-ST-PNC MI5F—% cuinooue

. Z 7_- y I-/Z®7k;~gllthu IE wﬂwlﬁﬁg Outstanding Performance in Stainless with Water-Soluble Coolant

EHTE WX-ST-PNC o
Tool 7.5%9.1RC 28 ﬂu:sig\ﬁ Number of pro;e;s;gthread holes con
I ‘ 9 5
Work Material SUS304
DRl 130m/min (5,970min"
Cutting Speed & ) WX-ST-PNC 1,3157X Holes Gauge-Out
?bﬁg 607mm/min (0.1Tmm/t)
eed
HRLYA X
Internal Thread Size Rc1/8-28
TR ®8.2X9mm (G&Db) = a i
Drill Hole Size Through i?jf::oﬁ 1,2177 Holes Gauge-Out
RUITRE
Threading Length 6.2mm
MMI7EE Fovhvk
Machining Method Down Cut
Bl AEEER fitem B 1,000 Holes Gauge-Out
Coolant Water-Soluble Competitor B
{SEFARE IR Y=V ItET% (BT40)
Machine Vertical Machining Center

SUS304DMA LB BRIER T I, IMIEERZR— BEFEEZME 100l Wear Amount
LUleREICTHHBEREEBEETVE L. TEFH

(mm)
HELTR ST LA HEEHED. TEDES O , ,,,,,,,,,,,,,,
KEETIFWX-ST-PNCOH D B IR EE OI s /S K AE T 09 | —@= WX-ST-PNC s s
3 WG B 08| —@— @ A CompetitorA --oeovoeeeee | e
WZHZ \TE Co
E 07 |... =@ fib#tdm B Competitor8 ... L 'I' A |
Tool life comparison against other competitors under =
identical cutting condition in SUS304. The tool life of the B 06 e g e
WX-ST-PNC was slightly higher than other competitors. 1T R Competitor B R
Also, in terms of tool wear, it was the only tool that was in e 04l JAREY \BYE
fair enough condition for regrinding. g 0‘3 77777777777777777777777777777777777777777777777777777777777777777777777777777
02 frmrmmmmmmme e T e
L I GHEe GLTte TRERE s S e WX-ST-PNC

0 200 400 600 800 1,000 1,200 i]l“li“lll ‘

AIT7ER Number of processed thread holes

. S45CE§E”"IE§E Stable Performance in S45C

FEATE WX-ST-PNC EHRUBHNERBOAEIVE ritch-dia. Reduced amount

Tool 7.5X9.1RC 28

MR mm) [

Work Material 545C 0125 [~ - WX-ST-PNC U

wﬁlﬁzg . . o =@ it A GlTE) Competitor A (with Coolanthole) =777 777777 TTT T

Cutting Speed 100m/min (4,592min™") W01 . =@— f#t& B CompetitorB

"

#Ebj; . =i

XD 327mm/min (0.07mm/t) I

HRUYA X E

Internal Thread Size Rc1/8-28 Vé """"""""""""""""""""""""""""""""""""""""""""""""""""""""""""
= : 005 |

TIv ®8.2X9mm (G&D) S

Drill Hole Size Through b e T

RUITES R A ' t R L i B

Threading LenLgth 6.2mm N/ A

MIAE IOVAY —" n n n i n = n n

Machining Method Down Cut 0 100 200 300 40 500 600 700 80 90 1000

'é’]ﬁ:]iﬂiﬁu 7K&3;&t?ﬁlui)ﬂ;§u NIy #X Number of processed thread holes

oolan ater-Soluble
Rt Ty =25 (6130 S45C CORBERTT, INT1000RETHNLT BT ENTE BHEDEIEDD
Machine Vertical Machining Center <. ﬁiﬂﬂlb\%iﬁtii Uiz

Cutting results in S45C. The WX-ST-PNC was able to stably process 1,000 holes with minimal
changes in the effective diameter.

8



WXO'ST‘P NC ”I]IU—I"_ 9 Cutting Data

. mxnﬁm E%E”uIEE%ﬁ ! Long tool life when high-speed machining hardened steels!

ERTE WXO-ST-PNC I
oo 25x263 175 200 ﬂﬂfégﬁ Numzzrc;fpmces::c;hread hjlzsoo 1,200
Ll \ \ I \ " "
e SCM440 (40HRC)
i1l3 . .

?ﬂﬁ;ﬁgeed 100m/min (3,351min") WXO-ST-PNC 1,1057 Holes Gauge-Out
EEEEE 349mm/min (0.1mm/t)
HRALHAX M12X1.75 % TEEMIEIE U TOERIIL Machined continuously without making tool diameter corrections.
Internal Thread Size :
For $103 AIERfEH I IZ 100m/min DEERNMN LI CITEoCTH. RIIDIEELIRFMZREL
DIl rlslte ez EEHITT, DRUDBMRTEDEILBRELTHD. EEMNTICHNZRIET S
RUITR 2omm TERBDET,
Threading Length

= - - In this example, even when high-speed machining at 100m/min with internally supplied
BﬂIﬁ;ﬁ Fovhvk 2)XR coolant, there was no chipping and long tool life was achieved. The internal threads’ pitch
Machining Method Down Cut 2 passes diameter measurement was stable, demonstrating the effectiveness of this tool in mass
DA AKBIELIHIEE (10f2) (PIRBRSH) production machining.
Coolant Water-Soluble (10%) (Internal)
e MHRY=—VItV5 (BT40)
Machine Vertical Machining Center

| LoYel bd)ﬁ?bii?_l‘iﬁd)gib Pitch diameter of internal thread Iﬂlﬁlzﬁm@ﬁiﬁﬂ: Changes in the extent of wear on the outer circumference

(mm)

(mm)
—=— WXO-ST-PNC 02 [ —am WXO-ST-PNC oo

ﬁ B 7007 Holes

L B.Lb F 015 1 T R RESCRRSEESEEE -~ 1,1005% Holes

= £ ]

_?_:\J .

s 4010 EEREEL | 5 | 5 | R s

kel o

£ £ 0.05 m @

= 4005 = I 2

0 53

L L L L L Il L Il Il L Il Il U

IR 0 200 400 600 800 1000 1,200 0 200 400 600 800 1,000 1,200 I s
HIIIIEY Number of processed thread holes BNZTEL Number of processed thread holes 9

. Zj_'y DZE&E”HI ! 1&*1”5400/0 Uzwﬁﬁﬁﬁ Stable machining in stainless steels! Wear is 40% less than the competitor.

%(EFI’E‘ 9 ;IV)Z(?éSGT-PPNIC75 AT EL Number of processed thread holes
: : : 500 1,000 1,500
1Al ‘ 0 5
Work Material SUS304
YIHLER ; . -ST- e ey
Cutting Szpeed 80m/min (2,681 min™) WXO-ST-PNC 1,5007X Holes Still Running
XD 168mm/min (0.06mm/t) ‘
HRLHAX {ﬂ*iﬁ:l': 1,5007-'\ Holes E%ﬁﬁj i
5 Competitor il Running
Internal Thread Size M12X1.75
RUITRE
Threading Length 23mm
SR KB MEYIEHA —
Coolant Water-Soluble BARRBOEFERZE(L changesin the extent of wear on the outer circumference
et IRV =Tt V% (BT40)
Machine Vertical Machining Center (M) 008 -
. 007 - o WXO-ST-PNC — — — o o

— . 0.06 |- o o

27V LRA%ESOM/minTIITLTH. 1,5007TUU_EHN E o —o— R compettor
| =R\ = L

TOTHET. fibit BELE TA0%EFRED DD o fcE 5 oo
BITT, DEVER. EITOEVERIE. REED%R z 0‘03 B
EHRUMIZERRLETD, £ 0'02
Even when machining stainless steel at 80m/min, it was = 0‘01
possible to machine over 1,500 holes, and tool wear was R
40% less than the competitor’ s product. Low wear, slow . . .
wear progression and long, stable machining of internal 0 500 1,000 1,500
threads were achieved. INT7% Number of processed thread holes



WX'PNC HHIF‘_Q Cutting Data

. ;Eﬂl:BWX'PNC! ﬁﬁwma'li! In non-ferrous materials, WX-PNC has excellent durability

FHTE WX-PNC i

Tool 76X143U16 2000 ﬂuI}:i%glumber o;p(;cécgssed thre;i;c;les

HEHIAA i i i i

Work Material A7075

tIEERE . . ey
Cumr’gspeed 160m/min (6,70Tmin ") 8,80077T Holes Still Running
XDEE 650mm/min (0.16mm/t) WX-PNC

Feed fikssar
HRUYrX 3/8-16UNC 8,80077 Holes Still Running
Internal Thread Size :

RUITRE

Threading Length 12mm

SIHEIHE] KB ELIE M

Coolant Water-Soluble

EFAtE ifsvy=ZvJ+€r% (BT40)

Machine Vertical Machining Center

A70757ZJEERE 160m/minTHIIZ LT, 8,8005UU
EMNTUCHEMEERE, FKEIEHREIHITTEER
WX-PNC[&, YV =TV TODREDRUIMI
DRBICEMT,

Even after machining 8,800 holes in A7075 with a cutting
speed of 160m/min, tool wear was negligible. It was
still possible for the WX-PNC to continue much more,

effectively achieving stable machining of internal threads
on a machining center.

14H 8,800 il T

No.1 (after cutting 8,800 threads)

24 H 8,8007 il Li&

No.2 (after cutting 8,800 threads)

The WX-PNCis also for heat-resistant steels.
It achieved twice the tool life of the competitor in Inconel 718

B MZHIESWX-PNC 1 I RIV718 Tttt D 2(S DA 1472 R

FRTE WX-PNC WIEEE &R EY cutting Speed and Durability Count
Tool 4.55%X10.2U20
#HlR 4 23%JL718 (43HRQ) a0 A
Work Material Inconel 718 T 80 /.\ WX-PNC
HRlY1X 7 o s
Internal Thread Size 1/4-20UNC ﬁ 70 o ./ \\ —0—1’@&:“: Competitor
RAUITRE 9mm g 60 ;
Threading Length % 0 S \ 777777777777777777777777777777777777777777777777777777777777
1087 b D3ED g
Feed Per Tooth 0.03mm/t é 40 % "39\ \.{
YA AGBIELHIHE 1063 g 30
Coolant Water-Soluble (10%) g— 20 16
eda ey =ty (BT40) £ 50 I
Machine Horizontal Machining Center E} \. 5 :
j

0 20 20 60 80 100 120 140

AV IXI718ZBLISYIEIERE CMHA LR Ufc TR YIHJIRRE Cutting Speed (m/min)

MERTI. 50m/min LATOYIHIRED A 14 %Z
B3HICIFAMFINIEEEDELSTT, WX-PNCIFE
DYIHLERECHWVT Bt D 2 DA HREHE
TWBTEZECHER FEL,

These are the test results in Inconel 718 at various cutting
speeds. At cutting speeds under 50m/min, durability is
better and this seems to be an effective machining range.

The WX-PNC achieves twice the tool life of the competitor,
no matter the cutting speed.



OT'S FT- P N GT ”uI 5-“_ 9 Cutting Data

. ﬁmgwat“ t’*ﬁlﬁl@ SO‘VO wma'l‘i Reground tools have 80% the tool life of new tools

FERIE OT-SFT-PNGT

Tool ®12X30 P1.5 ANIITEL Number of processed thread holes MR E MABENETE
. 500 1,000 Effective Diameter ~Effective Diameter
A $45C (90HRB) | " at Early Stage at End of Tool Life
Work Material
IHlERE . in- i F—I\K
Cutting ;eed 70m/min (1,857min") I\iﬁwEonol 1,1707% Holes ?c-no big taper B
Ee% EE 130mm/min (0.07mm/t) o
Lo X ; o G _Out +120um +80um
Internal Thread Size M16x1.5 ( Reground /it auge-Ou
no coating on flutes)
A
Drill Hole Size ®14.5X20mm
- * FEET—% (. TERMIEL U CERINTI UIcBaOUHIERER T,

RUITRE 20mm # This is the test result without adjusting tool's diameter.
Threading Length

s o LTI FREBEHEOH(BI—T+VJE) RO. TERMEELUCOMALBIERTTI,
IElhE KA HE - _ e e — N
Coolant Water-Soluble BEREEBOI—T 1V INELTH. FImD 80%DMALNESND EHS
HEHITE dbwy kRJL— (7MPa) DET, BEITSET BEDZIAMERICESHRDIIENDTDET,
Lubricant Supply ColletThrough Here are the results of a durability comparison without cutter compensation between new
(kR @Yy —Jt>4 (BT40) tools and reground tools (without recoating). Even without coating on the flutes, the reground
Machine Horizontal Machining Center tools were able to get 80% of the tool life of new tools. It is clear that regrinding can even

further contribute to cost reductions.

OT'PNGT hqu_-“_ 9 Cutting Data
. ,J‘E I: l;ﬁﬁﬁj;*‘y ht ‘y 9 h“‘ﬁ% In small diameters, Carbide Planet Cutters are effective

ERTE OT-PNGT
Tool 45x12P1 ®S45C il _

" (m) Is
A =
Work Material S45C. 55400 200 ISOUIS)6H /150(IS) class6H 53

s - - o
gJJﬁijfgeed 50m/min (3,536min"") B150 |BJIS 2#% / previous JIS class2 I g"
EDEE 80mm/min (0.03mm/t) 2 z
Feed mm/min (0.03mm {:100 O35 Hole Entr
HRUYAX T / B fararea
Internal Thread Size M6 x1 :Cg oo Ommmmmen Ommmmnnn Onmmmmmme Omndmmoky

& 50]°" o >
S ®5x15mm (EDb) — ‘\§E
Drill Hole Size Blind
o 0
nm;c&a omm 500 1,000 1,500 2,000 2,500 2,800
TheEsling Lensii TN Number of processed thread holes
SRR KA MELIEHA o -\ 2 < -
Coolalnt Non-Water-SoIinIe %82(/);;;1;%}@;\%;}2\51[%?%3%;%73%%?;%55 7—;0
e~ )~ ) AT~ S 1TAIR & CINRID ‘B Be C o

{,\iﬁﬁ:& *ﬁﬁ;?ﬂ;n—taﬁ/‘iﬁﬁgcgﬁzm) After threading 2,800 holes, the level of wear was still minimal.

INMARADTSxY My yid. TEREOEHH,S
M14LL EICUDSEmRLEBAD. BECTIRIVEDSH R (®SS400
I ®BRIFICAES T EnMRFET, O, BEF

oy o - . . 200
HBRONSYFZMZIEDSINITHETWSI %
THEFET L, 5 150 ISOUIS)6H / 1SOUIS) class6H
Because of tool rigidity issues, thread mill for HSS are only /; |BJIS 2#R / previous JIS class2
suitable for sizes larger than M14, but carbide tools are =7 _
ideal for small diameter internal thread milling. Please < 100 Ot Hole Entry
make sure that the variance between entrance, inside and °
pitch diameter is kept to a minimum during machining. I sol— B fararea

a

1,000 2,000 3,000 4,000 5,000 6,000
INTIEL Number of processed thread holes

T EHTAEREFTEHD. TUDIEFRDSNED ofc,
—73. MAFmBRIFT6,5167VF CHfERN RIRE Th o T,

Produced excellent surface finish and displayed high endurance (6,516 holes).

pocid 50)




P NGT 7."]15-“— 9 Cutting Data

H ZA5—/\QUIITICB8VT, Yy TDORAEEADITSRY My

For machining taper pipe threads,
Planet Cutters exceed the limits of taps

ERATE

EATR

BRT—N\5v7T

Tool PNGT Tool PNGT Taper tap

Work Material Size HSS-Co 4F HSS

TR ©$23x20mm (G&D) SIEERE ; in- : -
R Through Cutting Speed 70m/min (2,073min™) 8.3m/min (100min™)
RUITRE EDEE ; ;
Threading Len“gth 20mm ol 431mm/min (0.09mm/t) 172mm/min
SIHIRE KBIEHIHF REME _ -

Coola,nt Water—SquioIe Surface Finish 4.8umRy ~5umRy 6.2umRy ~7.5umRy
et WYy =0t % (BT40) INTESRS V£ TUN 258/5%
Machine Horizontal Machining Center Threading Time (second/hole) (second/hole)

TILICBIBBEHRAR R, DI HE+ 1] DZHEHR
fBICH L. TSRy M1y DOuEESNITIEERIC
HELE T, EFEDEVZECHER TEL. Ficil
TEREN/BUTICERER VDR BFIRD—DT
Fo BU. REIMIC KO TIFTDRROTIEHHF B Avo

EME

Circularity

One of the known issues in hole machining is out of 0.04mm 0.12mm
roundness, but the planetary motion of thread mill helps
to eliminate this. Please note the difference in roundness.
An additional advantage is the reduction in machining
time by 1/3. However, depending on the workpiece, this
may not be the limit.
DR'O'PNAC ”UIT_g Cutting Data

—— sl e 4
. ﬂl% EU%% HBIE;Em"ﬁ Super high speed multifunction tool application
EHATE DR-O-PNAC
Tool M8X 1.25-2D (i)

200
It
Work Material AC4B-F 1S0(JIS) 6H
Hll&E . .

iCﬂilxt'é]tijrnggeed 250m/min (12,243min™) F=) 150 |BJIS 24k / previous JIS class2
>, DE N . édJ
Eedi d':"'lJing’ 2,449mm/min (0.2mm/rev) ﬁ-? ________ N O05E Hole Entr

G 2 100 O P prs B fararea

threating 413mm/min (0.09mm/t) t

a
AR 34770 50
Threading Time second/hole s sl
R . A~ ill Runni

LT AGEET BRI (1013) stll Running
Coolant Water-Soluble (10%) 5[000 ]0[000 ]5’000 20,000
B Brev =5t % (BT40) INIITER Number of processed thread holes
Machine Horizontal Machining Center

AEBFEHDRA—/I\—T SR NME, REHITIEF3.4TT
THR~ERD~YRUNIZERT. XY=V IEvs
DY—)UIRA S DHIFZEIUT T2DHEST, SHE
ENLTICBHRDICHBHERDTETH DI EZTHE
BTV, CGHRHEDREIMFRESNET)

As this example shows, the Super Planet with internal
coolant was able to completely drill, chamfer and tap in 3.4
seconds. Please make sure that in addition to being able to
clear the machining center’s tool posts, that tools are able

to satisfactorily support high efficiency machining. (Use is
restricted to the appropriate work materials)




HY'PRO P ”HI;-‘_Q Cutting Data

B BT40TM26X1.50HRUMIZRR 1 > Y—NRTET3007CLLEMIRIEE 5 s ove0rciee i ovese otinsvassostbe

ERTE HY-PRO P ¥ JLF R4 2/ b+ Multi-Point
Tool TMC20-3

pEA 31 1.5 ISOTM2

nsert

REIA ~

B et S45C (91 ~92.5HRB)
IHLERE . -
Cutiing szeed 200m/min (3,185min™")
ife?iig 92mm/min (0.125mm/t)
HRLYrX

Internal Thread Size M26x1.5

T ©24.5x20mm (i&Db)
Drill Hole Size Through
RUITRE

Threading Len;;h 12mm

HDELmA KBEEDEmE ER T U— (1013)
Coolant Water-Soluble Chlorine-Free (10%)
HaHITIE PIBRRIM + 51 EBEaIH
Coolant Supply Internal + External
e WYy = Jt4 (BT40)
Machine Horizontal Machining Center

H BT4A0TM120X4.5QXZEHRUEINT HR U LFEHBLRIF!

EHAIE HY-PRO P Z)LF R4 2/ b Multi-Point
Tool TMSH-D100-FMA31.75-5
A9=F 51 4.5 1SOTM2

nsert
T BT40-FMA31.75-45

rbor
A
Work Material s50C
HIERE . -
Cutting S?eed 180m/min (573min™)
B0 RE 201Tmm/min (0.3mm/t)
HRLYrX
Internal Thread Size M120x4.5
T ®115.5x25mm (G&Db)
Drill Hole Size Through
RULITRE
Threading Len;(h 20mm
TEZEHLE
Overhang Len;szh 93mm
BRI KBETHIRE 1ER T U— (1065) (S1ERiEIH)
Coolant Water-Soluble Chlorine-Free (10%)(External)
SEFEH WYy =vJt4 (BT40)
Machine Horizontal Machining Center

B XERZEYFERENMTL ! k%M P=4Z1/\ATII

ANTIER Number of processed thread holes

‘ 190 290 390
HY-PRO P
TWFHRAY 3067 Holes Gauge-Out
Multi-Point

BTA0 DM TM26 X 1.5DRUIMIZRIELE Ulc. KIERUDINIICEEDST,
FTET 3007\, WEEAT600A EDITHEIEE, CNIFEEDYIEIS vITE HE
UCRAFEU LDOEFEM T,

On a BT40 machine, an M26x1.5 internal thread was achieved. In spite of being a large diameter

thread, it was possible to machine 300 holes with one insert side, and over 600 holes with both
sides. This provides equal or greater economy than standard cutting taps.

M120x4.5 threads can be machined on a BT40 machine.
And the surface finish of the internal threads is excellent!

RIFEDHRCLLITE

Superior finished surface of the internal thread ~ Normal wear of insert

EREREDIVY—h

&y I EESIRUMITIE. INTHEHMNBRESNDAERUZBTA0TIMITEX LI,
ALY R DOFRNBECENESNEHITT,

threads Large threads that are usually restricted by the machine when standard tapping can be
machined on a BT40 machine. This example clearly demonstrates the benefits of thread mills.

Large-pitch internal threads are machined in a stable manner!
(P=4 internal threads are machined in a single pass in carbon steel)

ERTE HY-PRO P ¥ LikA 2 I Single-Point
Tool TM4SC 25C31-115-2U
AU 2UIDC60TM

nsert

Ll )

Work Material s50C

HIEERE ; i
Cutting Speed 150m/min (1,540min")
’?fe?izg 213mm/min (0.25mm/t)
HRLYAX

Internal Thread Size M36x4

TR ¢32(&bD)

Drill Hole Size Through
RLITRE

Threading Lenthh 50mm
TEZEHULE

Overhang Leng;!;h 70mm

MIA%E 1SR

Cutting Method 1 Pass

BIHHE KA MELIERE (SAEREEIH)
Coolant Water-Soluble (External)

B Rk IR Y=Vt % (BT50)
Machine Vertical Machining Center

ANTIEL Number of processed thread holes
10
|

HY-PRO P
IVIIRA U b
Single Point

i)
Still Running

N TERMEELUCERIMI U, % Machined continuously without making tool diameter corrections.

£
W10 T DISEFEBE wear after 10 holes of machining

SVH VA Y NESTIROETHIER(E. MIUEHRUOENENHIL, HRUOREE
BEERDEZTT. FFFITE MIHHRODRALEA VT —MOYIAMAEZRERUE LTz,

With a single point, cutting resistance is low, suppressing variance in machined internal threads and guaranteeing
precision. In this example, initial internal thread machining and initial chip performance are confirmed.

&

ejeq bumnd

il
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ALY RSN EYIR—bTSH3DDY=I)b

3 Supportive Tools for Your Thread Milling Needs

3DDY—=ILT o= e
. un KN
Ezﬂy D H% FEﬁ a) ﬁu Im | 5 DCT 1;Ir:.redalv¢|:‘lul?roNCC .

”u I H% Fa w ﬁu ;,ﬁ Thread Mills Generator Software

TESmOREI

= o TR EMIEE
ZRIEUVLET el

Reduce setup, machining time, and achieve RPRG
stable tool life with 3 supportive tools. Reference value of tool radius offset

RPRG ;& A CIER &R

Use RPRG to reduce the workload

RPRGEIF. ALY REINNIICHEGTEXEF Tty MEOSZEIE]I T,

RPRG is the reference value of tool radius offset

+0.150
Bl) -TENR77. EvF1. &/IVMITEMI0 (Y—ILUNo.:8331005)
‘o8 -HRUYAZ  MI0X]
-BEMREHFBE ' 0~+0.118 (ISO-5H). 0 ~ +0.150 (ISO-6H)
Example
% = « Tool diameter: ¢7.7; Pitch: 1; Minimum cutting bore diameter: M10 (EDP No.:8331005)
- of « Internal thread size: M10 X 1
[roli-] KAE « Tolerance for pitch diameter: 0 to +0.118 (ISO-5H), 0 to +0.150 (ISO-6H)
o ¢ . ®
e E 5_20. ;.C:J
3 £ 8=
Q¢
g =
RPRGD#IEZ AN UTIZE (ASIME : 3.806)  Entered value of RPRG: 3.806
AWE 0
Pitch Dia.
VVVYVYNY YIS
. y? — | RPRG=3.806
Radius
| |
1 1
1 1
1 |
t--= TE¥REANDUCBE(ASE: 3.85) Entered value of Radius: 3.85
- ==
EFEEIE Notes
1. RPRGIZFBEETT . EMNTICBVTIE. INTEBEBICKDEDDET 1. RPRG are reference values. Optimal values for actual cutting depend on
C . i ° * ° the machini i t. Determine optimal values after trial cutting.
HUMIOLRETFEL, 2. RPRG values are optimally established to achieve 1SO:5H (formerly

2. X—RNJLRUAIFISO : 5H (IB1#Kk) . =7 71 AIZANSI : 3BOHRAUEE Grade 1) internal thread limits for metric threads and ANSI:3B internal
CEEEMEERELTVETD, thread limits for unified threads.

. For diameters of thread mills, RPRG values are calculated based on the
3. ALY REJVOTERICH U, [BIVWIIR (TERICHUT. NI TE2E minimum cutting bore diameter (the minimum cutting internal thread

size of the tool diameter). To cut other diameters, it is necessary to use a

NOHRUY A X) | ZEECEH ULAETT, [RIMITEILNOY X 20 thetool dameter)
MTTBHAIE. RPRGEDINEVBIENBEEFDF T,

w
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NCoO55S LY I ThreadProl

NC code generater software of Thread Mills

ALy RZ70O

ESICERICIEST=Web g ThreadProhlUU—XULFE ULT:!

A more convenient Web version of ThreadPro is now available!

NCTOI S LERY T b

[ThreadPro (AL v RT0O)] ZEX .
ERBZEET. BRICMITOIS L%
ET DT ENTEET,

NV IVDEVARETH. AVN—KT 2V
Y&y SPCHSFIRHTIEETT,

Generate codes for complex machining couldn't be easier. Create
machining programs at ease with OSG's revamped NC code generator

software ThreadPro. ThreadPro can be accessed via smartphones and
PC tablets even when you are on the road without a computer.

¥ AT-2l3Web kR ThreadPro
TOHEATTEET T,

% AT-2 is supported by Web version
only

‘E D 73 v |‘7°D 7“5 L\E’%aﬁ'ﬁqﬁg Easy to create zero cut programs.

50% 100%

%&6’ \01947 Selectable path mode

KA EICYHADEN AT,
T UHAHEIC100%ZEANTDHIET,
TOAvhOTOISLBBREICERT DT
ENTEXT,
MIRBICEDETIVFITIVIER D
O[EETY,

Cutting amount can be adjusted for each path. By setting the
cutting amount to 100%, a zero cut program can be made

easily.
Flexible setting to accommodate various cutting environment.

BEREBRICEVILFED. MEBEERICEFIY
JIVEDERRICHDETERTETT,
HRIIYILFEDTI D, MNITE-EZEDIFTT
PmBZERUCVEUWVIITEE DR,
BOYVTIEDZESHL TS L,

Select “stairs” when focusing on efficiency, or “continuous”
when focusing on quality. “Stairs™ is recommended, but for
applications involving difficult-to-machine materials with
emphasis on quality over efficiency, please select “continuous”

sjooj bunioddng

)
7:'('
~
B4
I
|V



https://www.osg.co.jp/media_dl/thread_pro/index.html?utm_source=qrcode&utm_medium=c_85&utm_campaign=thread_pro

E% lJTC.U-'-I{_ h‘y_}b (EHIEW_”I DCT75) Total Solutions for Your Thread Milling Needs

HRUo/EMEEZEIET S [DCT75]

Quantify values of the internal thread pitch diameter with DCT75

fd 52 &

Evaluation

V] FEHIEEIZHZ | P86 ))

Diameter correction is frequently required

VI {RFIEDEEL L 'P.86-P.90 )

Diameter correction is difficult

VEmIMICIESmZEE LWL D

Want to extend tool life with uninterrupted machining

VI HRUDBHERSTIVZEIEL UL D)
(A Fig, BAUBEICRLS—IOUT)

Want to eliminate troubles related to internal thread pitch diameter
(Gauge-out failure after plating and heat treatment)

D

ZAh 1 DLl EHSHES(E. DCT75%{ELY
HRUBNRZHELTHETHEHR!

If one or more item applies, your problem(s) can be solved by using the DCT75 to quantify
values of the internal pitch diameter!




FERIZEHE Rinaciokp b
Time reduction Significantly reduce time required for correction

ADYRZIVINTICSWVWTDCT75Z VSO R UEMEERZ1T 5L T RMDBEZKIBICERIT 2 ENTRETT .

By employing DCT75 to quantify values of the internal thread pitch diameter, significant setup time reduction can be made in thread milling applications.

(A A=) Image

Total 130

ﬁE;E (RUHF—IDIHER) Conventional method (using only thread gauge) Total 130 min.
] [El 1E8 2[E1H 3EH 4B 8 5[E1H HRUSHE
First time 1 Step 2 Step 3 Step 4 Step 5 Step Szzsd'(ntemal thread

104 ssam - @mEmsn 1/5

104 min. reduction & 1/5 of the steps required for diameter correction
DCT75 Total 205 e
Total 26 min.
ot
" A Pass internal thread check
First time 1 Step

INTEFRE165 + EREXDEFRE 105

Cutting Time: 16min Setup time: 10 min.

OTHRUZEINTURE. &SRUEIRIE
4t 3k AT RA(ARER) DBEHZNTI,
1 DCT75

Conventional Method EFR (RUF—IDHEA)
____________________________________ Max HDRUEMBEDNYAFTRADEBET. RUT—I

(GP)[&. HRUICELASLST. ENKHLEE

EEINERLDDIDFEEA. ZDH.E

4 — 75% ATOUBEED MICHRUEDENE [Nl

50%... o %% s EAIENMEDRL. BEOBEEHNDDFT, Té

smemE — o2 Y8 ik nagme s WS | DCT756M e
““mmg;ggggy// = HRLENENTAFZDBETE. DCT75 [k
spEmE STERNSL & B BRAENTLETT. ZOH.HRL i”

72 S A IAZDE T 2T < B EMIEH A4
GPEPTIEED ”

Basic pitch diameter =
gzlf]cogrrﬁg GP stops halfway t 3—0
570
mERE —— AR

GP not pass

2nd correction L BWRESR When machining the internal thread for the first time, the pitch
|EERE GPASEL BREBRE diameter of internal thread tends to be minus (fail).
1st correction GP not pass Pitch diameter check / i??st?me : i
determine diameter Conventional method (using only thread gauge)
GPASIEL correction amount When the internal thread pitch diameter is minus, the thread
# © GP not pass gauge (GP) cannot be entered into the thread, thus unable to

First time A N B .
determine the required diameter correction amount. Operators

must guess the amount and repeat the machining and

_ _ measurement of internal thread pitch diameter for several times,
RBIEICOD S IZB - WIEICh N 1B resulting in long setup time. )
Correction time Correction time
269r%X5=130%" 269 With the use of DCT75
26min X 5= 130min 26min Even when the internal thread pitch diameter is minus, the pitch

diameter can be measured with readable values with the DCT75.
Proper diameter correction value can eliminate the risk of hole
expansion and provide the operator peace of mind.




E% lJTC.U-'-I{_ h‘y_}b (EﬁIE‘y_”I DCT75) Total Solutions for Your Thread Milling Needs

Extend and stabilize tool life

TR TSGRy T - TRERORE

ERMIICKDTENRERLCVKE NMIENDHRURRLICNELEDET, ZOHMITiRD%Z, DRUEMRE
D75% (HRE) hORY—hTBHIET, MINHZEPTEDARTI

‘RUT—IGPDIROLNWRET75%ZHIEERBTIH., DCT75%ZER I, HETHBERIC75%ZEIENTTEE
TY, BO.@AUUENSAT—FFHIETIESFMOIRELET,

- The cutting tool is worn away during uninterrupted machining, which makes the internal thread become smaller gradually. Therefore, by starting from 75% of the internal
thread pitch diameter (recommended value), the number of threaded holes can be increased.

- Although it is difficult to target the 75% value by guessing with the thread gauge GP, the DCT75 makes it easy for anyone to target the 75% value. By starting at the same
position every time, greater tool life and machining stability can be achieved.

M10 X 1.25
HRUBEMEFEE 1 0~+0.160

Tolerance of internal thread pitch diameter

#¥140%h Sl TRt T8 ATI

Machining start from about 40% Tool

0.16
0.14
0.12
0.1
0.08
(0] ~N. 6007 roles

0.04
0.02 SN i e e e DN GP-OUT

0
1 100 200 300 400 500 @ 700 800 900 1,000 1,100 1,200 1,300 1,400 1,500 1,600 1,700 1,800 1,900 2,000 2,100 2,200 2,300 2,400 2,500

Pitch dia. i % 2t

IBE%EdS 4 & 4 times the tool life

#75% D Sl LRE

Machining start from about 75%
0.16
0.14
0.1
0.08
0.06
0.04
0.02

2,30077 Holes

Pitch dia. i % 2t

1 100 200 300 400 500 600 700 800 900 1,000 1,100 1,200 1,300 1,400 1,500 1,600 1,700 1,800 1,900 2,000 2,100 2,200 2,400 2,500

AIIITEL Number of processed thread holes

BaR75%DIEIE. v/ I8RCHIEILTULET (X—NU:6H. JIS2, 1=T7 : 2B-3BDIHS)

The value of 75% of pitch diameter is engraved on the shank (Metric: 6H, Unified: 2B & 3B, in case of JIS2)

M10 X 1.25
civiiifre  6HORUBEIRFEZE0~+0.160

Tolerance of H6 internal thread pitch diameter

— 0.160 X 0.75=0.120
JIS2 HRUBMEFFEE 1 0~+0.130

Tolerance of JIS2 internal thread pitch diameter

— 0.160 X 0.75 = 0.098

A AT y
o e
G e W W AT

s



Rl A DCT75&RUT—IDEWN

[ONERITAZINE RGNl el EINSEM Difference between DCT75 and thread gauge

RUT—JF ERDAEBHOZHET HAEETIN.DCT75(F,
HRUDEWRZHEELTHSTENTIEETT .

‘DCT75(F TINO—F 4V IMETMAEICENFTT . TSI,
d—F4VIREICKD. EFRRAZEHRTFIVvINOEETT .

- A thread gauge is a measurement tool used to judge pass or fail, whereas the DCT75 enables
quick and simple measurement with readable values. @%ﬂfﬁﬁ

+ The DCT75 is coated with TIN coating for excellent durability. In addition, the amount of wear can

be visually checked by the condition of the coating. Abrasion condition

BUY =Y o

SR TEBH ZHE BNRERBEELLTHD T ED'TEE
Judgement of pass or fail (DCT 75 3E§ o)%.l.%{ﬁ)

Possible to obtain the pitch diameter as a numerical value
(DCT75 original calculation value)

max 0.160 MaXx ---- e - -~ - 0.160
P
'E'affg +0.110—
+0.046—
min 0 BEFMR min ---- S ___. 0 BEFHR

Basic pitch diameter Basic pitch diameter

—0.068—

19319 Uﬁiﬂ]@@”éﬁ%’é%% ICEEIE Easy to determine changes in the internal thread pitch diameter

XyFPRNBCIDENEDE(LT DI, XvF, BNBLICED S —IDNESBEVEVNSHBEDIEEE T,
DCT75CAYFRIEXYFERDE—HRUDOTENRZATL. BEWRE(LEZRDILET. RELYY THRENERTERT .
Since the size of the pitch diameter can change after plating and heat treatment, there is a problem where the thread gauge is unable to pass through the thread after plating and heat treatment.
Optimum tap accuracy can be selected by measuring the pitch diameter at hole entry of the same internal thread before and after plating and obtaining the variation of pitch diameter.

DCT75*Em Not using DCT75 DCT7 5 t“;ﬁ“i& After measurement with DCT75

w
c
]
°
<]
5
&
=
Q
g
<
w

)
7:'('
~
B4
I
1V

F—NY A XEhbHS5EN F—NBAXEDNDMD
Oversize quantity is unknown Oversize quantity is known
MaX --m-smmmmmommmonooe e 0.118 Z—I\“'{j‘;{ Z“%h\“ maxX -zvazsssawamy 0.118
i 1 X B 10.106
bhBEIYTREIC a2 3
RIUBET

% Knowing the oversize quantity =

% pmmmmm———— . helps to select tap _g:
7 8| il o.0se B

3 4 a2 10.057

After plating ,
0.038
min - | o | ----- 0 BEEHE I 0 BEEHE
Basic pitch diameter Basic pitch diameter

(M6X1—5HBFD A X—2J) (Example for M6 X 1-5H)

2




R% lJTC.U.'-I{_ h‘y_}b (EﬁE‘y_}II DCT75) Total Solutions for Your Thread Milling Needs

2 3 a)E L‘ H 2 Measurement Methods

% w@ w'ﬁi l: &%%%iﬂui @ Simple measurement by notch

HPIREF. BHEOmMIin /maxDUBZRLTCVE T, IREHDRUAHED S, BRICLDEHNRDOEZAED

A[EET 9,

PIREDOmMin /maxDIEIE. [X—BMLRAU:6H/ 12774410 2B /R-PTHAU :JISB02031Z#] DR UBE
EEECERITTVET, BL. DCT751F. BEEBSDIARNDICH. BEHDNELDHRUICHEFERTEETT,

+ The notch refers to the min/max position of the pitch diameter. Based on the screw amount of the notch, simple measurement of the pitch diameter by visual judgement is

possible.

- The notch min / max position is based on the internal thread accuracy of [Metric screw: 6H / Unified screw: 2B / R- PT screw: JIS B0203 standard]. However, since the DCT75 is a
measurement tool with readable values, it can be used for internal threads with different accuracy.

FEESN

Out of tolerance

FEEATE HEEN LB

Within lower tolerance Within upper tolerance

ERRr
i_ —— g 3
RRRY sty

max |

X—=hkILRRL

Metric thread

I1=TJ74R0 R-PTRU
Unified thread ~ R-PT thread

—50%

100% *§ =4 )
S
min )
0% ES

%Q@ 17_'b|: *%&'Eiﬂ“i @ Numerical measurement by scale

AT=)ETY vV IHEDES (H) ZEAIL. ZDENSBENEZHEITH LT AMERAEZRODIENTFETT,
FERIF. QUUAXICKOTEREDETT,

Obtain the actual value of the pitch diameter by measuring the height (H) up to the end of the shank using a scale and calculate the pitch diameter from the value.

The formula may differ depending on thread size.

20 30

10

f5l: 29mm

Example : 29 mm

z
=
‘@
2
]
2
3
g
g
=
T
s
=

— PA
OxENE
Pitch diameter at hole entry

=(30—-H—-C)+25

FEXF. RUY A XCLOTREDET,

C
=
—PERFF

o ooy = Tt =
M QRO—RHSIRERZHER TS,
The formula may differ depending on thread
size. Please scan the QR code to confirm the
formula.
BEFMRO)
Basic pitch diameter

REKR:M

B{i:mm Unit:mm

%—JLNo. IR 7o (H) | AR | EERDES(O)
EDP No. Thread size Measured | Pitch diameter | Chamfer depth
height at hole entry
26 | +0.15
9342019 | M6 X1 ;g +8'(1);
9342020 | M8 X125 3 10'03 0.25
9342021 | M8 X1 T o0
31 ~0.05
9342022 | M10 X 1.5 25 | +0.18
9342023 | M10 X 1.25 ;s +g'}g
9342024 | M10 X1 - Io'os 05
4 14%15 o 002
9342027 | M16 X 1.5 3 0.06



https://www.osg.co.jp/products/others/spec/dct.html?utm_source=qrcode&utm_medium=c_85&utm_campaign=dct#anchor02

;yglbg'ﬁﬂuﬁﬁjﬁg (Z' 795 yé.ai) Digital measurement is also possible (optional accessory)

DCT75ZHRUICRALRAARE. TIFIVRRBEDCT/5ICHMUAH TR CTHERRZET IIILKRRLET,
STEFERE. BEFYRICHTSEZ0.001mm B TRRLET,

Place the digital indicator over the DCT75 for the calculation result to be displayed digitally.
The calculated value relative to the basic pitch diameter is displayed in 0.001 mm increment.

O & - Zib
Simple - peace of mind
QA #ie

@E#-HOLD#HE OREHIEHKEE

Rotate - hold function Tolerance judgment function

BWREN—EHEAR EOEERDTE REEFR)ZREINE
Clear indication of pitch diameter |72 R DRIFH AL TY BHEQEBLALTT
Can be used in a horizontal position Ability to manage the pitch diameter
and maintain the judgment result by setting the tolerance (optional)

_ . U-WAVE& I AT —5Z DA P U RBE CTPCICERAD Z &N
® UU-W\/@S\L{pEoEdEJ e TEBHMCI(ZYHFIRU-WAVEDTHEADHNETT)

U-WAVE is a product that can capture output data to a PC via wireless communication.
(Purchase of Mitsutoyo U-WAVE required).

?yugjbﬁa_‘ﬁwﬁb‘ﬁ How to use Digital Indicator

@ *ﬂﬁﬂ ESE Initial setup Q;;;ﬁ%@é%ﬂ;ﬁ?;ﬁgfﬁgiﬁ\g‘ @ DCT75 E wn U I:ﬁl Insert DCT75 into the internal thread.
[0.000] [CLZE T,

Place the digital indicator over the height master,
press the center blue button to reset the digital
display value to [0.000].

%/_%él’ RUBHT—/CHESTBOET

Bigha T DT, ETHTIEFDET, Y
indicator The DCT75 thread is tapered and will make 7'-‘° (%)
Y the insertion stop at a certain point. %
: & |
Nk = ks
NAY Y3
Hetght Master THBEOTOEY MEETT. | &
BEITSHERHDHEEA. @

This operation initializes the digital indicator, setting the } lj

display value to zero. The operation does not need to be
performed each time the indicator is used.

@ %‘I‘;ﬂ“ Measurement. ??9)b§ﬁ'\%§€DCT75Q91"JQiﬁB @ EﬁIEE(DEEﬂ Confirm the amount of diameter correction
hSMULAETE T, AR (GHEE)IRR
ENFT, A A s
Place the digital indicator over the DCT75. +0.200 1%47(@’5;1”: b‘ﬁb HT LT,
The current effective diameter (calculated value) RICHELFRBEEZMNDIEN
will be digitally displayed. TEET
&) ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, By knowing the current effective diameter
+0.150 value, the appropriate diameter correction
19 (75%) amount can be determined.
v :
g NG
E gg +0.150-(-0.052)=0.202
= ¢ 75% RE BWHLEEER)
5 o’ Target Current Diameter correction
P + < amount
= z
s

g BEABWRICH T DIE
Value relative to the
E basic pitch diameter 0
H (BEFDHR) -0.052(337E)

Basic pitch diameter Current




DCT75 qu*H%ﬁ Q&A FAQ about DCT75

Q. RUIITHEVNT—ITHDCT75HEZ X T H ?

Can | use the DCT75 for workpiece with a shallow tapping length?

A HRUDEDNTHIEDNTHERATEFTI D,
HRUHIEDIRDFEFIF. DCT750RUKRED
. DRUERARWVWCEZATTHEE L,
The DCT75 is applicable for both through holes and blind
holes. However, in the case of blind holes, please make sure

that the internal thread length is longer than the thread
length of the DCT75.

THLGTH| —5

Q. OFTICKELFHEMDMHDOET, TIHIVKRTRZETE

b LD ROBS

For blind holes

_L@ THLGTH< 2

AlcEXTh?

A large chamfer is present at the hole entry. Can it be measured with the digital indicator?

“ —RANEEINDICERATEDRSIZERILTHDE

IO RETEHBDOPELSOHHGHBIHZEICIE.
#UE%*%&X*(E!’&?“%%%D‘EDi‘g“o FER

ERIEI 'ﬁ%knnk ET?EIJD‘EJ““G?O

‘\'L\O(C tfﬁb\DCWS@#UE%E%lL%% bi@“)
Although it can be used for general chamfers, if it is very large or if
there is counterbore, the result may be affected greatly. In this case,
the formulas should be changed or it should be measured with a
special tool.

Please check the chamfer depth (C) and consult with us (The
dimension of C has an impact on the DCT75 judgment result).

AXEEHEED EE< D
Large chamfer Counterbore
Z+1.5mmi8X (C 0.75)
Wlder than thread diameter +1.5mm
| ——————>|
- ‘
Thread diameter

e

|
!
|
!
|
!
T

=% m

Standard tool

% mEH

Example on special tool

HSRUOTICESDH S B
FTYFIRREZEOTICHRLE
TTEREWL
HEBICKELFEENELD)
The digital Indicator cannot be pressed
against the hole entry because there is a
counterbore at the entry of the internal

thread.
(may cause inaccuracy in judgment)

1= % @

Standard tool

Due to the thin-walled internal thread,
the digital Indicator cannot be pressed
against the hole entry.

DRUHFATROLS. i
FU5)LFRREEOTTICH LN :
TTELEL |

SHRUOTEEE

Hole entry surface of internal thread

$HRUOTELER

Hole entry surface of internal thread

Y5 5%

Special tool

»

T
N I\?Z’S’(ﬁﬁﬁkuu)

Height Master (Special tool)

5% m

Special tool

»

N MRS ($55%m)

Height Master (Special tool)




Q.DCT75(F. YR UDEEFHEICEZAETITH ?

Can the DCT75 be used for pass / fail judgment of internal threads?

HRUDEEHEICHERTET . DCT75F ALY R IVARMIEY—ILTT, HRUDEEFHEICIE
RUTS—IZEATEL,

No, it cannot be used for pass / fail judgment of internal threads. The DCT75 is a diameter correction tool for thread mills. Please use a thread gauge
for the pass / fail judgment of internal threads.

Q ¥IEHERDISHEMEE ?

How reliable is the judgment result?

10.02mmBAZBELTVNEYT GIER. \M MRAYICKO>THERRZ LTS EDILEBHARETT) .
il EHECERLCLRF. HRIBEICHUC—EDHIEZRDHIETY, DCT75TIFEDIRLUDHIEH£0.005mm
PATHETT (DRUDMEPRRICLOTIF/INSYFHARELLEDEZEEHHDET),

It is assumed within £0.02 mm (it is possible to raise and lower the judgment result by the calculation formula and height master).
The important thing in diameter correction is to obtain a constant numerical value for a certain standard. Repeated judgment is possible within
=+ 0.005 mm with the DCT75 (variations may increase depending on the material and condition of the internal thread).

QARXEVAXRARGHDOEITH ?

Do you have a tool for large thread diameter?

A M24#EZ . UTEZDAREY A X NV RV ERROBHRBTHIGLTEDE T,
il SHEEFITBEVEDHDE TS,

Yes, we offer special tools with handle for M24, U1 or larger. Please contact your sales representative for details.

5% mE

Example on special tool | ¥ ERGADNRLEDET,

Usage is different.

19 Ukﬁﬁgﬁ@%a— Eiﬂ\u D % II:H m%f@ﬁu Sample conversion table

Measure and calculate the height from the end surface of thread . gt 5 bz~
g 1a USSR EEREIC
AIERE (H) X9 BfE

w
c
]
°
<]
5
&
=
Q
g
<
w

)
7}'(’
~
B4
I
1V

Measured height from end Value relative to the basic
surface of thread (H) pitch diameter

Omm +0.253
Tmm +0.233
2mm +0.213
)
{ 17mm -0.088
18mm -0.108
1 19mm -0.128

\ 7=/t 1/50
Taper IHRHICRERZELHULETT

The conversion table is indicated on the
specification drawing



Z IJ‘y FE,I’m E*ﬁIE‘y _,II Diameter Correction Tool for Thread Mills

DCT75

THLGTH

—

TiN rrrrr
nUQEﬁ :M-MJ B{i:mm Unit:mm
Y—JUNo. f R_UE LEDTEDOHERURS (mm) | J\ RILEZ T—I\ HER/I\1( bIYRY #E TREE(HAS
EDP No. Thread S THLGTH Measurable Depth (mm) in Blind Hole DCON Taper Height Master Recommended | Stock (Yen)
9342019 M6 X 1 6.2 6.2~ ®10 a5 32,400
9342020 M8 X 1.25 7.3 7.3~ @10 Va5 33,000
9342021 M8 X 1 6.2 6.2~ @10 Va5 32,200
9342022 M10 X 1.5 8.3 8.3~ @10 a5 @ 33,600
9342023 M10 X 1.25 7.3 7.3~ @10 a5 @ D 32,200
9342024 M10 X 1 6.2 6.2~ @10 Va5 @ 33,600
9342025 M12 X 1.75 9.7 9.7~ @12 Va5 @ 34,400
9342026 M14 X 1.5 8.7 8.7~ 14 Vas @ 35,800
9342027 M16 X 1.5 8.7 8.7~ @16 Yas @ 36,800
D=#12%#7fEf D=Standard stock item
1. 6HAEE D RIERTREIS AR EL CHBDF I DT, 4H,5H,JIST JISTICH 1. Since it is made to measure class 6H, it can also be used as is for 4H, 5H, JIS |
COFFEMATIETT, and JISII.
2. HRAUHIEEDIDIESE. DCT750RUELDD. HRUEHELTE 2.Ifthe internal thread is a blind hole, please confirm that the internal thread
ZTHRTEL. length is longer than the screw length of the DCT75.
3. RUICFEUE+1.5mm(C075) X DEED - ELOH G DIBEE. /\ A ~YRY 3.The selection of the Height Master is required if the nominal diameter of the
DEENVRICHEDERT. BEMNSHLEDE TS, internal thread has a chamfer or counterbore over 1.5mm. Please consult with
your local sales representative.
QUQ*E;E :U-UNJ Bfif:mm Unit:mm
Y—J)UNo. FU RUE EDREOHERUES (mm) | J\ RILEZ T—I /A bYRY == TRAE(TAE
EDP No. Thread Size THLGTH Measurable Depth (mm) in Blind Hole DCON Taper Height Master Recommended | Stock (Yen)
9342028 V4 - 20 UNC 7 7~ @10 Yas 31,400
9342029 Va - 28 UNF 5 5~ @10 Yas 31,400
9342030 She - 18 UNC 7.8 7~ @10 Vas 31,600
9342031 5he - 24 UNF 7 Vi ®10 a5 32,200
9342032 %416 - 32 UNEF 5 5~ @10 Yas 38,000
9342033 3% - 16 UNC 8.8 8.8~ ®10 Va5 @ D 32,200
9342034 38 - 24 UNF 7 7~ ®10 Vas ©) 33,600
9342035 716 - 14 UNC 10 10~ 12 155 @ 33,600
9342036 746 - 20 UNF 7 7~ ®12 Vas @ 33,600
9342037 12 - 13 UNC 10.8 10.8~ ®13 Va5 @ 33,800
9342038 12 - 20 UNF 7 7~ ®13 Vas @ 33,800
D=1Z#7fEf D=Standard stock item
1. 2BREEDAIE R RE R EZLCHDEFITDT. 3BICHT DX XEMATIFETT, 1. Since it is made to measure class 2B, it can also be used as is for 3B.
2. HRUDIEFEDIRDIHEEF. DCT750RURELDH. HRURHRVWC EZTHERTEL. 2. If the internal thread is a blind hole, please confirm that the internal thread
3. HRUICHETE+1.5mm(C075) X DEED - EEL OB DBEE. I\ A ~AYD length is longer than the screw length of the DCT75.
BEEDMEICEDE T, BEXMABRLEDETEL, 3.The selection of the Height Master is required if the nominal diameter of the

internal thread has a chamfer or counterbore over 1.5mm. Please consult with
your local sales representative.

bb@EﬁE : R(PT) BfiI:mm Unit:mm
Y—JUNo. FU R[UE I\ RILR T—I\ #E)I\A( FYRS = IREE(TAE
EDP No. Thread THLGTH DCON Taper Height Master Recommended Stock (Yen)
9342039 R (PT) Vie 6.01 @10 Yie ® 38,600
9342040 R (PT) 8 6.01 @10 Yae ® D 40,200
9342041 R (PT) Va 9.02 ¢14 VA6 ® 40,200
9342042 R (PT) 34 9.36 d17 Yie ® 43,800
D=#1Z#£7£ER D=Standard stock item
1. DRUDEEFREQL. PTRUA—CIDT. EESICHERAIRETT, 1. Since the internal thread class is the same for R screw and PT screw, it can be used
2.DCT75DRUER. 1D REFRIEPTHRUBT—INT SIS — I ZER U FEIRERTE for both.
EIEOTBOFETH, FHEUENZEIIDCT/5 AV I FIVRBEELEOTEDET, 2. Although the DCT75" s screw and notch portions are shaped based on the PT
3. HRUICELSH NG ZIEE. XK IRORQU S —Y TABHEZ LTV DEA(F. internal thread taper plug gauge, each part tolerance is based on the DCT75" s
EEEABEVSDE TS, original specification.

3.In the case where there is a counterbore in the internal thread or if you need to
make a pass / fail judgment with a special thread gauge, please consult with your
local sales representative.

HAREOMIGOIEET T, HHEREFTBHLEDE TS, Special tool available. Please contact your sales representative for details.

® s




. 5‘991!157]_?3‘5 Digital Indicator

Y—JLNo. P3|V 74 AY—=THE | RU=T7E | [wmT—/\ £ RRAEAHA
EDP No. Applicable Size Sleeve Dia. | Sleeve Hole Dia. | Applicable Taper | Stock (Yen)
M6 ~ M16
1
9342052 Uh ~ 1 ®235 ®17.5 Yas D 93,600
9342053 R (PT) %6 ~ 3% $23.5 $17.5 Yie 93,600

D=1Z#7fEfm D=Standard stock item

1.HRUDRIRE, RU—THE, NEZETHERD L, HRL 1. After confirming the shape of the internal thread, the sleeve’s
OTTICHUHTONDIARN TR T (P.86SHR) outer diameter and the hole diameter, please confirm the
27VGERIE SYRIARTIRF v IAIIT— T & (E shape of the internal thread’s entrance where the sleeve is fitted
AULTHED. DCT75FERTOTSLZEY FUKIREETH against.
"mLET. 2.The digital unit uses the Digimatic Indicator manufactured by
Mitutoyo, paired with programs exclusively made for the DCT75.

% DCT75RUINA "SRRI Z Ty NCTHEATEL, #Please be sure to purchase the DCT75 and the Height
Master as a set.

ZAU—T74R
Sleeve Hole Dia.

ot
AU—THE
Sleeve Dia.
. AT ¢ I‘?Zg Height Master
EDP No. Size Stock (Yen)
- @ 9342043 28 12,000
@ 9342044 28.25 12,000
® 9342045 28.5 12,000
@ 9342046 28.75 12,000
® 9342047 29 D 12,000
® 9342048 29.25 12,000
e @ 9342049 29.5 12,000 H
®16 9342050 29.75 12,000 it £
® 9342051 30 12,000 | 2
D=#Z#7£ER D=Standard stock item hg
1448 : RF —JL 50 ~55HRC 1. Material : Steel 50 - 55 HRC Vs
2HBBFEZE  £0.015 2.Tolerance of H: £0.015 | &
¥ DCT75RUTI IR ZNT Y NCTTHEA Please be sure to purchase the DCT75 and the digital “/
&L, display unit as a set.




Zl/y F\)bm *ﬁE‘J ,I/ Diameter Correction Tool for Thread Mills

Sleeve Dia.
-

6H mXE UN for 6H with scale

Y—JUNo. RUER LED RO ZER LIRS (mm) AY—THE £ TRAE( A
EDP No. THLGTH Measurable Depth (mm) in Blind Hole Sleeve Dia. Stock (Yen)
9342000 M6 X 1 - 1.5D 9 9 ~ @13 55,000
9342001 M8 X 1.25 - 1.5D 12 12 ~ @13 56,200
9342002 M8 X 1 - 1.5D 12 12 ~ ®13 54,600
9342003 M10 X 1.5 - 1.2D 12 12 ~ ®15 56,800
9342004 M10 X 1 - 1.2D 12 12 ~ @15 56,800
9342005 M12 X 1.75 - 1.2D 14.4 14.4 ~ o117 58,400
9342006 M12 X 1.5 - 1.2D 14.4 144 ~ ®17 57,200
9342007 M12 X 1.25 - 1.2D 14.4 14.4 ~ 17 58,400
9342008 M14 X 2 - 1.2D 16.8 16.8 ~ @19 D 61,200
9342009 M14 X 1.5 - 1.2D 16.8 16.8 ~ @19 60,600
9342010 M14 X 1 - 1.2D 16.8 16.8 ~ @19 65,600
9342011 M16 X 2 -1 D 16 16 ~ ®21 65,000
9342012 M16 X 15 -1 D 16 16 ~ ®21 62,400
9342013 M18 X 25 -1 D 18 18 ~ ®23 69,800
9342014 M18 X 15 -1 D 18 18 ~ ¢23 65,600
9342015 M20 X 25 -1 D 20 20 ~ @25 76,000
9342016 M20 X 15 -1 D 20 20 ~ ¢25 69,800
9342017 M24 X 3 -1 D 24 24 ~ ®29 88,600

1. FOR+HImmEZOEIRDO DG DIHE.
BHREABICEDER T,

2.5H, 2#k. 1R RUICHERTRETT,

3. HRUHLEEDRDBEF. DCTORURELDE. HRUKRHIRVI EZTHER
TEL,

3B mXE UN for 3B with scale

AU—=THEUTOES OGS DIHE(F.

D=1R#EEBER

counterboring applications with a diameter less than the scale sleeve.

2. Accommodates 5H, 2 and 1 classes of fit.

3.Ifthe internal thread is a blind hole, please confirm that the internal thread
length is longer than the screw length of the DCT.

Y—JUNo. 1224y RUER LED REFDHER LIRS (mm) AY—THE 1R TRAEAHA
EDP No. Thread Size THLGTH Measurable Depth (mm) in Blind Hole Sleeve Dia. Stock (Yen)
9342018 5Ae- 24UNJF - 1.5D 11.9 11.9 ~ ®13 D 77,000

1. FUZ+HImm B OERD NS BI5E.
BHRRAINICIED T T,

2. HRUDIEXDRDBEF. DCTORURED B, HRURNIRVT EZTHER
TEL.

ﬁ“iﬁ;ﬁ Measuring Method

AU—THELUTDESOHSHDIHE(E.

D=1R%EEEm

1. Customization is required for chamfer exceeding thread size+Tmm and

counterboring applications with a diameter less than the scale sleeve.
2.If the internal thread is a blind hole, please confirm that the internal thread
length is longer than the screw length of the DCT.

FRHIEY—ILERUAH. IEEFO>EBDORAV—-TJICHDSA VEBBRTORTIDOE R ZEUEIL
TACEDTEF T (RLVYRIWIMTIEMDBORBIEICHERT )

Get the value of the effective diameter at a glance by simply inserting the DCT into the thread and releasing the scale sleeve once it has reached the
deepest position (for the correction of value in step processing of thread milling).

D=Standard stock item

1. Customization is required for chamfer exceeding thread size+Tmm and

D=Standard stock item

- e KAEEBEER T,

pRLlE @ - mj’abm@u HRUDEBFHEFRFY —IZTEATE W,
BREY—ILD =z AU—T=EHT HEABREICLOTRURBIEATETEVEED
tFEBETEHET i AU=TEDNTND TEVFET,

RUAD ML CTEET D

Insert the DCT into the
thread. Turn the tool until it
has reached the deepest
position.

Release the reading sleeve
so that it touches the top of
the thread. Fix the bolt by
screwing it tight.

®

B,
.

BEEEY—ILZE
HRUNSKRERD

Turn the tool in reverse to
remove it from the thread.

B XEUZEGHO

Read the value on the scale.

s

*The reading value should be used as reference
only. To inspect the screw thread please use the
limit gauge.

* Depending on work environment this product
may not be applicable.
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F—IRIV—RRIEICEULVLWEDHESZ
*E E lJ-C L‘ i 3- OSG’s Environmental Initiatives

03

Ba—5427

Recoating

BiE-81—FT1270

Tool Reconditioning

ERATCERLLEO>EIEZ#HSE
BIATACLRE.EERILE
WIRIRIBOREZTHNODEBIC
DIENDET,

Tool reconditioning contributes to resource
conservation by bringing worn cutting tools back to life, 0 ; "
which is environmentally friendly and sustainable.

»’ 04
®RAE

Inspection

BifE

Regrinding ﬁﬁﬁlg'ﬁ:l_j_"fyg

Tool Reconditioning

o1 05

R AR RS - e
Inspection upon arrival Packaging and

HBEVY1II)

Carbide Recycling

BMECELBLLEOLBELIRRBAR/\—RXZILT [BEYYAI)V] §DHTEHTRETT,
BEUTAIIE HLEBOLU7AIIN ZLZLSCBBEMADERAEZ ST LD TE RIEFREICRIBET,

Carbide tools that can no longer be reground can be recycled through Nihon Hard Metal’s carbide recycling program. Cemented carbide materials contain a large amount of rare
metals. Carbide recycling reduces material consumption and contributes to environmental preservation.

4 E zl:l \_ F)‘ 9”/ r#ﬁﬁi U "j’fa“/J 0) #% E Highlights of Nihon Hard Metal’s “Carbide Recycling” Program

BEIETHNE. SZLDEMETENEABOK 1E1& b DEIIRE : 20kg~ UL IILEE :
IVREW-RUL-U-T- (F—Xyh £53v2. (ERERAN—RXSVICTEE- IRDIAH IS TR
FyTEDHRIEFRE FrEEM Y PV IR EDOBDFES) TEREZHELL)

As long as the tool has been hardened, it doesn't Tools that contain a small amount of different Amount of material that can be sent for recycling : Recycling payment :

have to be separated into categories such as end materials are accepted (tools with cermet, ceramic 20kg and over (shipping costs are paid by Nihon by direct bank deposit

mills, drills, reamers, and tips. and steel shanks are separated) Hard Metal Co., Ltd.)




shaping your dreams

Z:S #t
T442-8543 ZEHRE)|IMAFIRER=TB22%&1 TEL(0533)82-1111
E-mail: cs-info@osg.co.jp  Web: https://www.0sg.co.jp/

International Headquarters

3-22 Honnogahara, Toyokawa, Aichi, 442-8543, JAPAN
TEL : +81-533-82-1118 FAX : +81-533-82-1136

REAXREED
T140-0002 HRZRWE)IIXERRI14-12-6
RIY—B A R+ )Y T— 19K TEL(03)5715-2966
FEAEES
T550-0013 ABRAFABRMTEXFTEI2-4-2 4055

TEL(06)6538-3880
7TV —2 3 VEER

T451-0051 ZBHELZHEHAXAIEIHFEIZ-1-17
BIZrium BEHE 4/

(TEo&ifMmESERIE - >: 1=5—vavdLriL

0120-41 5981

TEL(052)589—8320

Ta#%Aa.
SHARBEZRL

[55a5-957 ] 0533-82-1134 [55355-vavema hp-info@osg.cojp
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TEL (022) 390-9701
TEL (024) 991-7485
TEL (029) 354-7017
TEL (0270) 40-5855
TEL (028) 651-2720
TEL (025) 288-3888
TEL (03) 5715-2966
TEL (042) 645-5406
TEL (046) 230-5030
TEL (0266) 58-0152
TEL (0268) 28-7381
TEL (054) 283-6651
TEL (053) 461-1121
TEL (0533) 82-1145

M
FEFL

TEL (0566) 62-8286
TEL (0533) 82-1145
TEL (052) 589-8320
TEL (058) 259-6055
TEL (077) 553-2012
TEL (06) 4308-3411
TEL (078) 927-8212
TEL (076) 268-0830
TEL (086) 241-0411
TEL (082) 532-6808
TEL (087) 868-4003
TEL (092) 504-1211
TEL (093) 922-8190
TEL (096) 386-5120

/N BECBENWERE L DIT

« TEZSEAT 263, BT 2RRNDIDT, HIFN/\— - (REIRS - REWNSEEALTTEL,
 UINFTBRFTRSIENT FEL.

+ 51D K FIFFRFTHSIENTTEL,

* TEOYINKEDEL Eo e SERZEHRIELTREL,

« BEE - RERBHNRELLS, BSICERZHRLELTREL.

* TEICEFZMRIFNTFEL.

« MIFIICTEDTERRET> T RS,

& Safe use of cutting tools

+ Use safety cover, safety glasses and safety shoes during operation.

+ Do not touch cutting edges with bare hands.

+ Do not touch cutting chips with bare hands. Chips will be hot after cutting.

« Stop cutting when the tool becomes dull.

« Stop cutting operation immediately if you hear any abnormal cutting sounds.

+ Do not modify tools.

« Please use appropriate tools for the operation. Check dimensions to ensure proper selection.

BEIIHEHHDET,
« AEBBABORETER - BRZRCIT T,

OSGRIEE

Copyright ©2016 OSG Corporation. All rights reserved.
« BRBICDOVTIE, BICHR - MRZIT>THDEIDT. FELFLANYOJBHETIRE

Tool specifications are subject to change without notice.
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