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

AT-1(ERUN) fEeRm(EB\BRLN)
HREPHNHIGHR Left Hand Helix Conventional Thread Mill (Right Hand Helix)

FEHE
FEY—RNE
[PAT. in Japan]
Unequal spacing /

variable lead flute
Reduces vibration
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[PAT. in Japan] R - . - .
Right-hand cut and ny/ﬁlniB{E'JD‘ijDIfJ‘ﬁé‘?D\ ﬂ?ﬁb‘bﬂﬂlb‘ﬁ’ﬁ‘io\
left-hand helix geometry ANDOAEVITH 8L EIN AT
reventsbending Starts cutting from the shank side Starts cutting from the tip
— Reduced deflection — Big deflection

(FDUHy MERR)

Climb milling recommended

T1INRoyLit) CHILRIEE!

Cutting in 1-Pass!

’%- nnn ’_iz rJ w n UﬂﬂI ! High-Grade Internal Threading

— BUMEME - CAtt
EgiAsd1—T 1Y
EgiAs Coating
Exceptional wear
resistance and toughness

|

— BULMEFREECA
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B rEES T AT-1 (1/XR) fEeXm(2/XR)
Ultra-Fine Grain Carbide 1-pass Conventional Thread Mill 2-pass
High wear resistance and toughness

L $19.7%X54 P3 6F N M24%3
e~ SUS304 L 45mm
e d | 40m/min (6a6min')  TIELERI Qs
isegEE 14mm/min (0.02mm/t) ﬁ?ﬁ:ﬁ ﬁﬂf&%iﬁv‘?ﬁ%g&céﬁgo)
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”uI 5-“_ 9 Cutting Data

e e

.En Unm%% Effects of left-hand helix

. HHIWH(DUND Uﬁ%ﬁ%ﬂ:ﬂ Comparison of differences in internal thread pitch diameter at initial cutting stage

;ji;;fz $7.7%22 P1 4F B{ii:mm Unit:mm
AL O OEE BR|OEZE ==
Work Material SCM440 (30HRC) Hole Entry Inner Hole Area Dia. Difference

. auunE _ ~ ~
gﬁ?ﬁg}eed 100m/min (4,136min"") Right Hand Helix +0.120 ~ +0.140 | +0.040 ~ +0.060 0.060 ~ 0.100
Z0 B 380mm/min (0.Tmm/t) EBUNE | 0120~+0.140 | +0.120~+0.140 | 0~ 0.020
HhLYrX BMBAERE ATy ITor—I

Internal Thread Size

M10X1mm

A $9X18mm (G&bD)
Drill Hole Size Through
RQUITRE

Threading Length 15mm

MIAE%E oAV 1R
Machining Method Climb milling 1-Pass
BIHHE KA LA R
Coolant Water-Soluble
et MR Y =5t (BT30)
Machine Vertical Machining Center

- ERUNER. Ot ERAIDBREENNE L,
F—IT7 U TDDHEN. Ffc. BNZFHLE
IHEOAY MHIFBRELD . RFw.

* The left-hand helix’s small pitch diameter difference
between the hole entry and inner hole allows a
delay in gauge-out failure. Moreover, longer tool life
can be achieved with “zero cutting” for correcting
bending being eliminated.

A—IFPR

Pitch diameter measurement method : Step gauge

BHEE20um

LRz RR

Handles pitch diameter differences of
20 um or less.

(mm)

BHEHER (1 X—Y)

Changes in pitch diameter with time (rendered image)

0.14

Pitch dia. Fl&tat

HRUNE

Right Hand Helix

ERUIE

Left Hand Helix

1 100

200

300 400 500 600

MIRE

Number of processed thread holes

700 800 900 1,000

. Eg iAS: - 7_-4 ya“w%% Effects of EgiAs coating

Y1X

Size

¢7.7X22 P1 4F

Ll
Work Material

SCM440

HIREERE
Cutting Speed

80m/min (3,307min™")

EDEE
Feed

30mm/min (0.01Tmm/t)

HRUY1X

Internal Thread Size

M10X1Tmm

VA ®9x25mm (1ED)
Drill Hole Size Blind
RULITRS

Threading Length 19mm

BIHHE KB HELIERE
Coolant Water-Soluble
et IRV =tV 5 (BT30)
Machine Vertical Machining Center

[ | 2,0007(”"1& Cutting edge after threading 2,000 holes

EgiAsd—F 1Y

EgiAs Coating

5 WXI—F 422

|THgH.“LnJh;Ab

WX Coating




ﬂuIi-“_ 9 Cutting Data
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Work materials @ to 3 are machined under the conditions shown below.

HRLUT1X

Internal Thread Size

M10X%1

1.

/NN ®9x25mm (IED)
Drill Hole Size Blind
RUITRE
Threading Leri-éth 19mm 2
LIHEIHE] KB EEDERA
Coolant Water-Soluble
=Rk IRV =Vt % (BT30)
Machine Vertical Machining Center

@ SUS304®”"I Machining SUS304

HRUDOTERDEHZEZEN 20U m LA

Internal thread pitch diameter difference between hole entry and inner hole area: 20um or less
Bl +0.080 DR T wIT—IMINTED. +0.100DR T v IF—IhH
1EE T CLEF S,

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

1.zl g EETRERG (/(AHEHZV)

Fastest cutting condition (including number of passes) while fulfilling the requirement of
Condition 1.

EATR AT-1 firtt e 1560
Tool $7.7%X22 P1 4F Competitor mo esE]
- E,E\ 1,000 - Still Running
TGRS | 120m/min (4,961min") | 140m/min (5,122min") 2 a0
2 i & 170% LI E
s 3 600 - Durability oer GP-OUT
ED’EE 228mm/min (0.05mm/t)| 200mm/min (0.1mm/t) =
eed g _ 567
¢ 400
AV & ¢ ¢ 5
Number of Passes 1/\R Pass 2J\R Passes ‘é 200
2 0-
INTRSR =
Cutting Time 2.26% sec e 3.03% sec AT-1 c{c?ntiet?tgr
Efficiency
® SSOCQ”"I Machining S50C
RIS AT-1 ftttER oo GP-OUT
Tool $7.7%X22 P1 4F Competitor 7%
7%
YIERE ; in i in- 600 -
Cutting Speed 160m/min (6,614min"") | 140m/min (5,122min"") s GP-OUT
S N o
— B 400 W3,150% 491
S 122mm/min (0.02mm/t) | 20mm/min (0.01mm/t) 3 -
. 2200 -
Av s . . :
Number of Passes 1/\R Pass 3J\R Passes é
2 0-
INTRSRR ! o =]
Cutting Time 4.28% sec T 45.4% sec AT-1 Jg‘iieﬂgr
Efficiency
@ SCM440®”"I Machining SCM440
ERTE AT-1 flozaa) , 258
Tool ®7.7X22 P1 4F Competitor ]9 Mﬁﬁ_‘- ﬁﬂfﬁﬁ_"
7 2000 J Still Running Still Running
PIHIERE . - . - w4
Cutting Speed 80m/min (3,307min") | 140m/min (5,122min"") P 2,000
£ 1,500 1
iéeziiﬁ 30mm/min (0.01mm/t) | 20mm/min (0.01Tmm/t) 5 1,000
JNZE . . 5 5001
Number of Passes 1J\R Pass 4)\R Passes ‘2
H 0-
MRS ! g =]
Cutting Time 17.12F sec . 60.54F% sec AT-1 c{gniieﬂgr

Efficiency

a



. SUS304 maﬁﬁﬁﬁ% SUS304 durability test result

EHATE AT-1 WX-ST-PNC
Tool $9.7X27 P15 5F | ¢9.5X22.5 P1.5 IR
(Holes) Number of processed thread holes
il
Work Material SUS304 1,000
YELRE 100m/min 120m/min
Cutting Speed (3,283min™") (4,021min") 800
XD ERE 31Tmm/min 42mm/min
Feed (0.01Tmm/t) (0.01Tmm/t)
HhLYrX
Internal Thread Size M12x1.5 600
AN ®10.5X25mm G&b)
Drill Hole Size Through
400
RAUITRE
Threading LenLgth 22.5mm
BIEHE KB ELIEMA 200
Coolant Water-Soluble
fEF IwRY =5t % (BT30)
Machine Vertical Machining Center 0
IADE ¢ ¢ o - -ST-
Number of Passes 1/X2R Pass 3/\R Passes AT-1 WX-ST-PNC
1D TEFE (F2)
(sec) Processing time for threading 1 hole (sec.)
50
40
30
20 =
BEZE 240%
17 Efficiency
10
0

AT-1

WX-ST-PNC




ijl/;ﬁu J_:J 3 yZl/‘y FE}I] One Pass Thread Mill

AT-1

Type1

DCON

= —

LF

DCON

APMX

LF

S
—_ S s JE
3 |
ol ORBDE pc 9otz pe FD
nua)E#E M B :mm  Unit:mm
Y—IUNo. | BIMITE | EvF 5iE 25 IR | BTR |vrvoR| BR  |[MRke«T| &8 | EEms
EDP No. Min. Processing Dia. TP DC LF APMX LU DCON Flutes Type Stock (Yen)
8331000 0.75 13.5 @ | 35,000
M 6 4.5 75 16 6 4 1
8331001 1 14 @ 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 85 225 - 8 4 2 @ 39,600
8331007 1.5 24 @ 39,600
8331008 1 26 @ | 44,500
8331009 1.25 27.5 @ 44,500
M12 9.7 100 = 10 5 2
8331010 1.5 27 @ 44,500
8331011 1.75 28 @ 44,500
8331012 0.5 29 B @ 65500
8331013 0.75 11.7 - 2 @ 65500
120 30 12
8331014 M14 1 5 @ 65500
8331015 1.5 10.7 315 345 1 @ 65500
8331016 2 9.7 100 32 - 10 2 @ 44,500
1017 1 34 79,200
83310 13.7 135 39 16 1 )
8331018 M16 1.5 36 5 @ 79200
8331019 2 11.7 120 = 12 2 @ 65500
8331020 M18 2.5 1.7 120 425 - 12 5 2 @ 65500
8331021 M20 1.5 15.7 135 43.5 = 16 5 2 @ 384,000
8331022 2.5 13.7 45 50 1 @ 79200
8331023 1.5 51 @ 95800
8331024 M24 2 19.7 150 52 - 20 6 2 @ 95800
8331025 3 54 @ | 95,800

- AT-1 (M) [FHRUINTEATY,

- ThreadPro@/\ZX 541 FIE[RILFED] ZZERTEL,

. 7’{ j y@E%ﬁ(:DLYC Guide for Icons

n *ZE Tool Materials

@ =1Z#EER @=Standard stock item

- AT-1 (M) is only for milling internal threads.

190*1% Helix Angle

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

E 7J|]I13 LIE;SE Thread Type

o
carpipE  BIEEE AR zohUnAazRRLEY = V!
Tungsten Carbide 9~13 Helix angle of flute for thread mill — for Internal Thread
ﬁﬁm@ Surface Treatment n :J b 77 Shank .5. Bh bﬁﬁ
Eﬁ}‘ for External Thread

A —yP2a-F4VT
Eg|As EgiAs Coating

KD vpyomEsRnLET

hé Tolerance for Shank Diameter

s




be;ﬁlu J—:JE yZIJ‘y FE}I] One Pass Thread Mill

AT-1

Type 1

',m__ B eV — ) §FE—F—+—}

APMX

Type 2

DCON

LF LF

W GRBIE o e R
Egils 9~13 h6  pg

RUDIESH : U- UNJ &fi:mm Unit:mm
TCHER Il & | 2& | Uk | ETE |vrUoE| WA |Mko(J| GF | REmE
EDP No. Min. Processing Dia. DC LF APMX LU DCON Flutes Type Stock (Yen)
8331026 20 15.24 17.7 ®| 35,900
Va 4.55 75 6 4 1
8331027 28 15.42 17.2 ®| 35,900
8331028 18 19.75 ®| 35,900
8331029 e 24 5.7 75 19.04 — 6 4 2 ®| 35,900
8331030 32 17.47 @ 35,900
8331031 16 22.23 254 @ 35,900
8331032 3/8 24 6.7 85 22.22 243 8 4 1 @ 35,900
8331033 32 20.64 22.2 @ 35,900
8331034 % 14 27 85 27.21 8 4 5 ®| 35,900
8331035 ¢ 20 ’ 25.40 ®| 35,900
8331036 13 29.31 33.2 @®| 40,900
8331037 V2 20 8.7 100 27.94 30.4 10 5 1 B @ | 40,900
8331038 28 28.12 299 @ | 40,900
8331039 12 33.87 @ | 40,900
%6 9.7 100 — 10 5 2
8331040 18 3245 @ | 40,900
8331041 11 36.94 415 ® 67,500
8331042 s 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/a 11.7 120 — 12 5 2 L
8331045 16 41.29 ®| 67,500
8331046 9 50.80 56.4 @ | 88,900
/8 13.7 135 16 5 1
8331047 14 48.98 52.6 ®| 88,900
8331048 8 57.15 63.5 @ | 106,000
1 18.7 150 20 6 1
8331049 20 53.34 55.8 @ | 106,000
@ =1Z#EER @ =Standard stock item
- PAOVDHBIEp.EESETEL, - See p.5 for explanation of icons.
- AT-1 (U- UNJ) [ZoRUINMITERATT. + AT-1 (U- UNJ) is only for milling internal threads.
- ThreadProDJ/\ A& A T (& [RILFED] ZZIR T, - Please select "stairs" for the path type in ThreadPro.



ijl/;ﬁu J_:J 3 yZl/‘y FE}I] One Pass Thread Mill

AT-1 —
817_77‘%:[#777”777{’7 gEij_,—-V"f:*’i”i’i’H*
APMX
LU

pyvYYvy Yy " APMX
| LF | LF |

SPEED
FEED

P8

AN M
Egils 9~13° he

CARBIDE

i :mm Unit:mm

Y—JUNo. |BRANMIYAX| 1L 52 =R IR BIR |(YvVOR B\ BRICT| EE | RS
EDP No. Range of Thread Size Dia DC LF APMX 1Y DCON Flutes Type Stock (Yen)
8331075 Yae + Vs 28 5.67 60 9.1 — 6 4 4 @ 38,600
8331076 Vs 28 7.67 60 9.1 — 8 4 4 @ 43,400
8331077 Va+3s 19 9.67 75 14.7 - 10 5 4 @ 48,700
8331078 s 19 11.67 85 14.7 — 12 5 4 B|@| 50600
8331079 V234 14 11.67 85 20 — 12 5 4 ® 71,400
8331080 3/a 14 15.67 95 20 — 16 5 4 @ | 106,000
8331081 1~2 11 19.67 105 27.7 - 20 6 4 @ | 119,000
@ =1Z#EER @=Standard stock item
hUQEﬁ ‘Rp (PS) -G (PF) B{ii:mm  Unit:mm
Y—JUNo. |BRANMIYAX| 1L S =R IR BIMR |(YvVOR BYR  \BRIACT| EE | REME
EDP No. Range of Thread Size Dia DC LF APMX L DCON Flutes Type Stock (Yen)
8331082 Yae + Vs 28 5.67 60 11.8 - 6 4 2 @ 35,000
8331083 Vs 28 7.67 65 14.5 — 8 4 2 @ 39300
8331084 Va -3/ 19 9.67 80 20.1 - 10 5 2 @ 41,500
8331085 3/g 19 11.67 100 254 — 12 5 2 B|@| 43400
8331086 V2~7s 14 11.67 100 32.7 - 12 5 2 @ 65,000
8331087 a7 14 15.67 115 39.9 — 16 5 2 @ 86,400
8331088 1~2 11 19.67 130 50.8 — 20 6 2 @ | 113,000
@ =IZ#EER @=Standard stock item
DU‘DE%E NPT Bfii:mm  Unit:mm
*¥—JUNo. SR 2R IR BMR (YvVIR| BY |ERIAT | BE | REMmE
EDP No. g DC LF APMX 1Y} DCON Flutes Type Stock (Yen)
8331089 Yie* Vs 27 5.67 60 10.35 — 6 4 4 @ 38,600
8331090 s 27 7.67 60 10.35 — 8 4 4 @ 38,600
8331091 Va-3/s 18 9.67 75 15.52 - 10 5 4 5 @ 48,700
8331092 38 18 11.67 85 15.52 — 12 5 4 @ 76,000
8331093 V234 14 15.67 95 19.96 — 16 5 4 @ 90,700
8331094 1~2 1142 18.72 105 243 28.7 20 6 3 @ | 119,000

- A IVOFRIFp.EETE T,

- ThreadPro@/\ZAF A FF[RILFED] ZRIRTEL,

- See p.5 for explanation of icons.

s

@ =1Z#TER @=Standard stock item

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




EDRISRIFEEER curvng conarions

il c"’(?:’/'in’f—,;’;% i%%
Mild ?g? Li%’zfﬂ Steel ~C0.25% 80~160 0.01~0.05
- EE C0.25%~0.45% 80~160 0.01~0.05
B2 C0.45%~ 80~160 0.01~0.05
- SCM 60~120 0.01~0.05
25~45HRC 80~200 0.01~0.05
el 45~50HRC _ _
50~60HRC — —
D SUS304 - SUS420 60~120 0.01~0.05
et SKD - -
- sC 60~120 0.01~0.05
- E® FC 80~160 0.01~0.05
T FCD 60~120 0.01~0.05
D Cu 80~160 0.03~0.1
- B Bs 80~160 0.03~0.1
. BsC 80~160 0.03~0.1
D PB 80~160 0.03~0.1
| Aioried | Al 80~160 0.03~0.1
N AC, ADC 100~300 0.05~0.2
| e | MC 100~300 0.05~0.2
| sl ZDC 100~300 0.05~0.2
ey Ti-6Al-4V — _
Tﬁﬁy 4> Inconel — —
| b bes - 80~160 0.03~0.1
T - 80~160 0.03~0.1

1. COEIHIRMABERE, KB EEIHE ZERT 255D HDTT,

2.XIRVILEEICE KEEEIRAIEERATEZ A,

3.T9—UDBIMECHEN. Fvy I DBIECKOTIBIREZEZIDHENHDET,

ARUITREHRVBE. AZTBEYFORUZENTIY 2BEE.
INEHDEDEZRE TS

SMIUEFTHRUNT /NI TRD S —IDADHBWNESF. 1/\XB%Z
75%CTMIL. 2)/\AETHEFMNIZSIEDTTEL,

1. The indicated speeds and feeds are for water-soluble coolant.

2. Water-soluble coolant 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 rate.

5.1f the machined parallel internal thread is tapered and the gauge entry is poor,
process at 75% during the first pass, finish it in the second pass.

1 I/ ‘y FE "la)ii D ﬁgﬁgﬂ Formula for calculating the feed rate of thread mill

$HRL. BRUZMITZHMMDEIDBEE. BERIEIOXDRECHFHBZNITIEHR

Vem fzXz X n X(Dm =% DC) (mm/min)

DODEDEEZRDET, FFBOFHERF. BRUIBIEDRUIIHITREELDE T,
E&IC. EMYIEIRORXDREICH RO ERN ZS AL OTEXDRED

For the arc cutting process of machining external and internal threads, the feed rate at the tool center
can be obtained by multiplying the linear cut feed rate with a coefficient. The formulas for calculating
coefficients vary between external and internal thread cutting. The formula listed left are for calculating
the tool feed rate during arc-cutting, including calculating the coefficients to be used for multiplication
with the linear-cut feed rate.

f Dm
HEXERLET,

Vi :Fj‘e-ed—j“}biibiEE(mm/min) z :zgr%gmmmes
Dm :JITAR(mm) fz :3EDE(mm/t)

Actual Dia. Feed Rate
DC : TEZ(mm) n :EEREE (min™)

Tool Dia. Speed

HRUDEBE: — BRLDEE: +

£
Note Internal External

&
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3 Supportive Tools for Your Thread Milling Needs

1

3DDY—=ILT RPRG

TE3EF 7ty MEOSE(E)

EZHY D B35 RS O il N

b0 B35 RE D HlR
TEEGOZEIL 2
ZRIBULE T, ThreadPro

hining ti hi (NCTOJSLIERY I R) ALy R )VARHIEY—ID)
Reduce SetuP’ machining time, and achieve Thread Milling NC Code Diameter Correction Tool for:

stable tool life with 3 supportive tools. Generator Software \/ Thread Mills

ALY RIS
mnx

Thread Milling

3

DCT

QRPRGDERTIELER

Use RPRG to reduce the workload

RPRGE&IE. ALy REVINTICHES TEHFEA Ty MEDSE(EITYS

RPRG is the reference value of tool radius offset

+0.150
Bl) -TEARG77. EvFI.&IWIIEMI0 (Y—)UNo.:8331005)
+ON18 -$HRUYA X MI0X]
- BMEFBEE:0~+0.118 (ISO-5H). 0 ~+0.150 (ISO-6H)
Example
% = « Tool diameter: ¢7.7; Pitch: 1; Minimum processing diameter: M10 (EDP No.:8331005)
o o?f - Internal thread size: M10 X 1
w3 @M= « Tolerance for pitch diameter: 0 to +0.118 (ISO-5H), 0 to +0.150 (ISO-6H)
o ¢ ]
D e 2=
£d
g =
RPRGO¥IEZASILIHZE (AFIME : 3.806) Entered value of RPRG: 3.806
aBHE 0
Pitch Dia.
TREEA — | RPRG=3.806
Radius
| |
1 1
1 1
1 |
“““ TEFRZEANUCIBE(ANSIE 3.85) Entered value of Radius: 3.85
g3t 1] Notes
1. RPRGIFISEETYT, ENMTICABVTIF. MMTEBEICKDZEDDET 1. RPRG are reference values. Optimal values for actual cutting depend on
- = 2 * ° he machining environment. Determine optimal values after trial cutting.
HUNMIDERETFEL, ;

2. RPRG values are optimally established to achieve I1SO:5H (formerly

2. X—KJLfa Uﬁﬁ[;lso : 5H(|E| 1 -’F&)\ 1:77{%(3:ANS| : 3B (D&)TJU*'E Grade 1) internal thread limits for metric threads and ANSI:3B internal
—= =n mE=__ (. N - thread limits for unified threads. RPRG values established for taper
E[Lﬁﬁg&{E%ﬂEL’tmig—° SR /\(R RC) (& S HPIC TR pipes (R/Rc) are effective when using the thread milling NC code

FLTWVWBDAL Y RZ VA NCTOTSLERY 7 [ ThreadPro (AL w R generator software ThreadPro available on our website.
Z0) | ZFBRWVEREWERICBMEFEDRPRGEZERELTVE T, 3. For diameters of thread mills, RPRG values are calculated based on the

minimum processing diameter (the minimum cutting internal thread

3. Ay hEJb@IEJ%(:N L. rﬂsilj UJI]I?%(IEJ%(CN LT, ﬂﬂItEZ)aEilJ\ size of the tool diameter). To cut other diameters, it is necessary to use a
DHRCYARX) |ZBECEHUET T [RIMITE I UADO YA =T smaller value than RPRG.
IBBEIF. RPRGRD/NEVWHIENNELLEDE T,

8



ONCOOISLIERLY T hThreadPro

Revamped Thread Milling NC Code Generator Software "ThreadPro"

NCTOIS L{ERRY 7 b

[ThreadPro (AL w R70O)] #EX (E.
EREBEZREEF. BRCMITOISL%E
ERT BT EDTEFET,

NV AVDEWNHETE, AN—KT 3V
YTy RPCHSTIATRET T,

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.

©DCTTEAELEY, TESHORTE

Achieve Stable Tool Life with the DCT for Accurate Diameter Measurement

o NP ZLw K2 VA BHIEY—IL(DCT) ZEAT NI
CNFTRANEE SR OTHBOENEE
WECHIBIET BT ENTEST,

The internal thread effective diameter, which used to be difficult to determine, can now be
measured with readable values.

(OSGH £E(E)

2
CBE !

Internal
Thread
Q
o

0%

ChRBkiFEHDIBAD?

Troubled by the following problems?

FEWEEDOARR, /I\AEIHD
BAENDEEHERL.
HRUOTEWERNRZ DD, /LR
[E1%7 HlliRE U EREX D B E DK iEsg #faht
A[RET Y,

Fle. DCTIRBEMEREYA T ABRAIET
BECY ., BOY—IDBSIEVKDIE
HRUTHEMRZAETERT,
Unsure of diameter correction value. Increase

passes which results in longer setup time.

Visibility of internal thread pitch diameter at entry
enables the reduction of passes to minimize setup
time significantly. Moreover, the DCT is able to
measure pitch diameter smaller than the tolerance
limit. The DCT can measure the pitch diameter of
the female internal thread even if it does not fit into
the Go-Gauge.

RHIEZRD. HRUZEFRR
(IEb¥—Y0UT) ICLTL
Foflc.
SHRUOTEMRNREZ D, ZiDL
CRHEIEZTDIENTEET,

D= DAREIRICHRIIBET

An incorrect diameter correction that result

in a defective internal thread (gauge-out).

Visibility of internal thread pitch diameter at entry
enables reliable diameter corrections. The DCT is
useful for reducing defective workpieces.

v

TEERICESDOENHD.
HRCOTENROMBILCKD, T
B3 RBOHRUENREFFEUIC
WAZEDAETT. RY—MiIBZ
RLICTBTET. d—IUiE (TE%S
) HZ30)\ IEEHORELERR
LET.

Unstable tool life

Digitized measurement ensures consistent internal
thread pitch diameters after tool changes. The
same starting and finishing position ensures
consistent and stable tool life.

ZMIEY—ILDCTTHRRLET

DCT

BMEREETD
e

BRYE

Simple measurement of

pitch diameter by visual

judgment

Solve them with the Diameter Correction Tool (DCT)

DCT75

BIZX K517
SR SEAR

Low-cost type
Measurement and &
calculation system

20

Errey

10

E‘

SRS 1T
FIGIRRAR

High-performance type
Digital display system

FIUSIETHE
EIZRSATIC
\abEn.
AE SHEHTE
ot wih e

combination of a digital
display.



Z lJ v = 'IIEE 2 )( U 4 h Advantages of using thread mills
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Smooth handling of chips to reduce problems

ALy R VOO L F < FHEIEN 5450 lll]Iﬁ']
TAL—X[CHHEND ). RSTILD .
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Thread mills break chips into small pieces and eject them I‘ v
smoothly, ensuring stable, problem-free thread cutting. ,_ﬂ"{ =y
‘_(-(“ = + J—\FJ
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Chips from thread mill Chip from a spiral fluted tap

O INEHDEMTRKERUENMTI o5

Cuts large-diameter threads with a low-power machine

FyITMIEERTRLIDINELDT, o 2 4 6 8 10 12Nm
THARED—oFREEEEBIED NI, 2UwESIb ‘ : : : ‘ ‘ |
INSHOBHTEOABRRUOMINAEE. | “tadm |

The required torque is low compared with tapping, so 12X34.5 P1.5

thread mills can cut large-diameter threads with a low- n o =
power machine if the workpiece holding strength and S;amlﬁﬁﬁa}p\f;r(;\}elr/aﬂu{pZe
mechanical rigidity are sufficiently high. M16X1.5

O 1XDIETHELBE YA XDRUZENM T &

A single tool can be used to cut threads in various sizes of diameters.

M10X1.5, M12X1.5, M16X 1.5 EFUEY FORUES—ADITETHITAEE,

Asingle tool can cut different threads such as M10 X 1.5, M12 X 1.5,and M16 X 1.5 if their pitch is the same.



Zhﬂhﬂll:ﬂ:\ Zb‘y FE””J“‘%E ! Thread mills are ideal for the following
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High-precision taper pipe threading (no stop marks)

Ay TI—IHENEH.
M CBN R UZINTaEE,

Airtight threads by having no stop marks.

AbyIovY—o

Stop Marks

O THRICRBDIFVRUNMT

Thread cutting in drill holes with little allowance

HERUIL BEISY hRUIL BEISy UL
Carbide Drill Carbide Flat Drill Carbide Flat Drill
AD-2D @5 ADF-2D @5 ADF-2D @5
+ + +
AINASIEI YT RISV YT ALY RIIY
Spiral Fluted Tap Spiral Fluted Tap Thread Mill
A-SFT M6X1 (2.5P) A-SFT M6X1 (1P) AT-1 4.5X14 P1

IS5y bRUINEDHEBEDETLDEL! !

Flat drill tool combination allows even greater depth!!
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http://bit.ly/2lAQvfm
http://bit.ly/2yEnkva
http://bit.ly/2lxu8aq

Zb‘y “~'ll huI*EnﬁQ&A FAQ about Thread Milling
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Why internal thread cutting tools cannot be used to cut external threads?

;—D(n t‘}gg :j‘:bl E-Ij ;:;J R_U tgl* 3\_ W B LFZ DB (X —FIL1AL) Example of basic thread profile (metric thread)
3L UTLLDORHENE T, B BRL- 5T
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Height of

Ul ETIFHANTIRETT, bascrangl

1

[eloii[o}=Yay
5/8 H
Basic Height of

Thread

Metric and unified threads have different thread N —
profiles between internal and external threads. For H
these threads, internal thread cutting tools cannot 4
be used to cut external threads because in their
basic thread pmflles' the cr‘?St and root shapes are BhRUEHRU. m@ﬁ?%tb&ta% Compare the shapes of internal and external threads.
not uniform. However, for pipe threads, which have
uniform crests and roots, thread cutting tools can ILEOYbEbEXE? BRL1/8H - HRL 1/4H EB55%. B0
be shared for internal and external thread cutting. Height cut off from crest: External Thread Internal Thread nbl].l'%"é'lzsm H 7‘.:1.)‘
BEOYIDEOESF? HS1L 1/4H - L 1/8H
Height cut off at root: External Thread Internal Thread

© ThreadProDANEE CRTENA[FBL75%] >TRAITTH?

What does the number "75" under "Fit %" mean, which is displayed on the data entry screen of ThreadPro?

19 U @ﬁ*ﬁﬁﬁ@ @E@ﬁri H nU*EE 3EL\75%tla*? What does “aiming 75% fit " mean?
bEESH. EVSTETT. [ ] 00%

[FHEHDEZEEEL. HRAU | ‘
l3:75% (XEU))\ B@Uldﬁ AZHFUFUSE | ::Eaﬂb‘ii! Aim here!

25%(INaw) EiImECE . | fAUEAEN75%
ibtﬁ D*?h‘{f%(:@% 3 75% of larger limit for internal thread

TEEY

It means to aim at the acceptable range
of threads. Default values are 75%
(larger side) for internal threads and
25% (smaller side) for external threads
in light of their engagement. You can
change these to your desired values.

INEHFUFUEHE

Narrowly acceptable on the smaller side

O IBHEMELIEALY REILONCT OIS L%
ThreadPro i CEKELH?

Is ThreadPro compatible with NC programs developed for custom-made thread mills?

MIDATRET . SHERICTHITEL,

Yes, please consult our sales representatives.
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When using external coolant, ensure that the cutting fluid is properly positioned so that it is supplied into the hole.

BASRHRENEDVI VI 5EBEVDIHSIE.
ALy PRIV =541 TDHRRTTEEHRNLET,

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

F—IRIV—-RBRIRICEVLLVEHDHFZHEELTVET

0OSG’s Environmental Initiatives

BifE-B1—T«2J BEUYAII

Tool Reconditioning Carbide Recycling 9
ERTEHBOLIAZHSE BRECEHEo BB IR & ’ﬁ: /la
BIATa LF. BBEREE BEN=RXZ)T [BEUYCI)V] §HTENTRETT, ekl ',-*}{
MIRRIBEORETHNOEHIC BEUYAI)IE FLEBOL7 AN ESELED ‘W s
DIEDDFET, BEMBOEABZHSIIENTE RERECRIEET, e

Tool reconditioning contributes to resource Carbide tools that can no longer be reground can be recycled through Nihon Hard Metal's .
conservation by bringing worn cutting tools back to life, carbide recycling program. Cemented carbide materials contain a large amount of rare metals.

which is environmentally friendly and sustainable. Carbide recycling reduces material consumption and contributes to environmental preservation.

&
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& 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.

Copyright ©2017 OSG Corporation. All rights reserved.
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