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Tool Selection Guide by Work Materials
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How to choose HY-PRO P (Indexable Thread Mill)
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Tool Selection Guide by Screw Size
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EgiAs Coated One Pass

Carbide Thread Mill
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WH-VM-PNC
INERUATI—F«VT
BEISRvbhyy

Coated Carbide Planet

Cutter for Small Size

WX-PNC

IEF-MAMSEAWXI—
BEISRYN NS

WX Coated Carbide Planet Cutter
for Non-ferrous Materials and /
Heat-resistant Alloys

PNGT

TiN Coated Planet Cutter

P

TINJO—R\ARTSRvbHvH

mIr>-—% P.69
Cutting Data
YiR—bY—)b P83
Support Tool

AT-2
=EE#AADUROREY 1—~
EAE@EEALYRIIL
DUROREY Coated Carbide

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

WX-ST-PNC
AF—)VAWXI—h
BiEISrvbhyy

WX Coated Carbide Planet Cutter
for Steel

OT-SFT-PNGT

FXO—NEER I\ SV
TSRy hvs

FX Coated Carbide Spiral Fluted
Planet Cutter

DR-PNAC

EEMITAFXI—NEE
Z—=N\=TSvkhvs

FX Coated Carbide Super-Planet Cutter
for Multifunction Milling

AT-2 R-SPEC

FESXFADLCO—hSREREI G =
BEALYRIIV

DLC Coated High-efficiency

Carbide Thread Mill with

End-cutting Edge for

Non-ferrous Materials

WXO-ST-PNC

AF— JVAWXI—NMyftE
BETSRybhyy

WX Coated Carbide Planet Cutter
with Internal Coolant Supply

for Steel

OT-PNGT

FXOJ—NEETSRvbhhys
FX Coated Carbide Planet Cutter

BEEMIAFXI—NER R EEE
Z=N\=TSvkhvs

FX Coated Carbide Super-Planet Cutter
with Internal Coolant Supply for
Multifunction Milling




NEZBINIA T

Indexable Thread Mill

HY-P_RO P PNTC N TOTSRYMDYY IIVFRA V-
/fog'?o?)gnzt*cét:?mﬁi_gk?ﬂf‘f/h HY-PRO Planet Cutter Multi-point

TMCHT 1 (14X -5 1 ) TMLCK -« (18902551 7) = TMSH

TMC Body (with 1 insert- Standard) TMLC Body (with 1 insert - Long)

2019F10AKDIERRT « DEHNEEICIEDET

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

TM2CH T+ 400 BHEE S 1 7) TMNCHZ ¢ (1B 7 —/ L) HY-PRO P PNTC
TM2C Body (with 2 inserts - High-efficiency) TMNC Body (with 1 insert- for Taper pipe threads) N TOTS2YNAYY VT ILRA VR
HY-PRO Planet Cutter Single-point

22217 S A

KT« (REV—b v D)
Single-point body

(Straight Shank)

2019510 KDIRRKT 1 DEHNEECIEDE T

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

HY-PRO P PNTC

N TOTSRrYMNYE IV TIVRA Uk
HY-PRO Planet Cutter Single-point

VI kA Uk

hT« (R7 51 7)

Single-point body '-
(Bore Type) - h
=

49y

YiR—kY—-I

Supporting Tools

DCT

ALYRZIVARFHEIEY — U (XEVUR)
Diameter Correction Tool for
Thread Mill (with Scale)

DCT75

ALYRIIVARHEIEY —IU
Diameter Correction Tool for
Thread Mill

P.95




Z I/ “J F E JIIE -U- 7|-:_ h 3- 6 3 D @ “J _}ll 3 Supportive Tools for Your Thread Milling Needs

ALYy RZIVA NCTOOISL
ZEMIEY—I {ERLY T+

ThreadPro

Thread Milling NC Code
TTTTTTT ill Generator Software

D)

TREFEMIEE
(BE(E)
RPRG

Reference value of tool radius offset

P83 ))

3DDY—=ILT

EXHY D B D HIEL. 10 T8 R 0D Hll iR
TESHORELZRRLET

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

BINZR LT D E T RERD2) CRINTAN ) CATHI LA AEIC
MLEEZHIRLES

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

fiERB(BERLN)

IRENHNHIZHR
AFDE:
FFU—-RE
[PAT. in Japan]
Unequal spacing /

variable lead flute
Reduces vibration

Right-hand cut and
left-hand helix geometry

Prevents bending

TINA (oY

High wear resistance and toughness

|
. 7—70)*59@(:3“( Guide for Icons
n *Z E Tool Materials

AT-1(ERUN)
Left Hand Helix

-
——

ST |

Starts cutting from the shank side
— Reduced deflection

(Q'j JHY hﬁﬁ) Climb milling recommended

L) ¢ Ml LAl g

"H'Inr,,_

Conventional Thread Mill (Right Hand Helix)

fnEpIE
EXERUNLE TP OERINSINTAMASED. }Jf’ﬁb\bﬂulb\ﬁ’*ib

Starts cutting from the tip
— Big deflection

. Cutting in 1-Pass!

’%- n:ﬂ ’_i.[ rJ' wn U””I ! High-Grade Internal Threading

nbﬂ% Helix Angle

s #19.7X54 P3 6F

HRHEI

Work Material SUS304

EIRRE i in
BT LA Cutting Speed | 40m/min (646min)
EgIASj_T‘f Vs Ee'aﬁg 14mm/min (0.02mm/t)
EgiAs Coating
Exceptional wear AT-1 (1 INR) fiEekm(2/\R) HREYAX x
resistance and toughness 1 pass Conventional Thread Mill 2-pass Internal Thread Size M24x3

RALITRS

Tapping Leng‘t-r-\ 45mm

o[ KAEEIHmA

e B THEFEMEE DA Coolant Water-Soluble

B FEESE R | W= BT0)
UItra—FineGrain Carbide Machine Horizontal Machining Center

D9 UYT shank

¢ BORULNAE VY VIOREE

BEaS UL RIS R AN ED 4
CARBIDE ' HSS-Co ~13° HRULET RRLET

Tungsten Carbide Cobalthss ~13 Helix angle of flute for thread mill hé Tolérance for shank Diameter
n ﬁﬁm& Surface Treatment

AL—Rd—h WXJd—F+4>J FXa—512J
| | [y |

s (BERI—FU) T A wx | (TAINFI—5 %) B (TANFOEAZEI-7 (V%)

Smooth Coating

WX (TiAIN) Coating

FX (composite multi-layered TIAIN) Coating

TINO—F ¢y W TCNO—F,y4 R (_ypza-—5,ys R S._Op(0—F40Y

TiN  TiN Coating TiCN  TicN Coating

EgiAs

EgiAs Coating

=

DUROREY DUROREY Coating

s DLC-IGUSS
Dlciguss 1—T 1YY

DLC-IGUSS Coating



Eg iASj - h Ij y I/n-‘\‘ U J_:J 3 yEﬁEz IJ ‘y FE}I] EgiAs Coated One Pass Carbide Thread Mill

AT-1

(NEN b A
adA] pijos

Type1 3 Type 2
_R8
Yy
— 8 = — - 8
APMX
Ly APMX
LF LF
o
= BT Rl
giAs  9~13 hé P57
DUODE;E M B{iI:mm Unit:mm
Y—JUNo. | S/IVIITR : bared =R AR BFMR | yvVIR B\ MRIAT | EE | RS
EDP No. Min. Processing Dia. DC LF APMX LU DCON Flutes Type Stock (Yen)
8331000 0.75 13.5 @® | 37,500
8331001 M 6 1 45 & 14 16 6 4 ! ®| 37,500
8331002 0.5 17 @®| 37,500
8331003 M 8 1 5.7 75 18 = 6 4 2 ®| 37,500
8331004 1.25 18.75 @ | 37,500
8331005 1 22 @ | 42,500
8331006 M10 1.25 7.7 85 22.5 - 8 4 2 @® 42,500
8331007 1.5 24 @® 42,500
8331008 1 26 @ | 47,600
8331009 1.25 27.5 ® 47,600
8331010 w12 15 o7 100 27 B 10 > 2 @®| 47,600
8331011 1.75 28 ® 47,600
8331012 0.5 29 B @ 70,100
8331013 0.75 11.7 120 30 - 12 2 ® 70,100
8331014 M14 1 5 @® 70,100
8331015 1.5 10.7 31.5 345 1 @®| 70,100
8331016 2 9.7 100 32 - 10 2 ® 47,600
8331017 1 34 @ | 84,800
13.7 1 1 1
8331018 M16 1.5 3 3 36 39 6 5 @ | 384,800
8331019 2 11.7 120 = 12 2 @ 70,100
8331020 M18 25 11.7 120 42.5 - 12 5 2 ® 70,100
8331021 1.5 15.7 43.5 = 2 @ | 89,900
8331022 M20 25 13.7 135 45 50 16 > 1 @ | 84,800
8331023 1.5 51 @ 103,000
8331024 M24 2 19.7 150 52 - 20 6 2 @ | 103,000
8331025 3 54 @ 103,000
@ =1Z#EER @=Standard stock item
- AT-1 (M) [Z$RUINIERATY, - AT-1 (M) is only for milling internal threads.
- ThreadProDJ/\R &1 T ([ RILFIED | ZEIRTE L, - Please select "stairs" for the path type in ThreadPro.
%:E-ﬁ’\ﬂ_y Page References
gp | DHIRERER R ATRER T RS ETRE A~ — b
WD BE~N—UERTLET Body [ e T IN B e
P00 Indicates page no. for g2 " Indicates page no. for attachable C®ey  Indicates page no. for attachable
recommended conditions. bodies. inserts.
B MIUEE meadrype
= M "= K
— = for External Thread

for Internal Thread

TS5y by IBKUEQGIAs, ALA—ZATD— MIFA—IRAI—HARMDERBEIETI . Planet Cutter, EgiAs and Smooth Coating are registered trademarks of OSG Corporation.
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EgiAS: - h Ij y I/;r: U J_:J 3 yﬂﬁiz IJ ‘y FE) l/ EgiAs Coated One Pass Carbide Thread Mill

AT-1

Type1 z Type 2 g
@ 8 8
——— 2 T —t—}F dF—F — —}
APMX
LU APMIX
LF LF |
N
—
—_ = ANN (IO S
ol MOE i 9o13 pe I
@U@Eﬁﬁ :U-UNJ B{iI:mm Unit:mm
Y—JUNo. | R/IVINTE PANE 2R AR BR | YvYIR | BY (BRI« T | BE | BEME
EDP No. Min. Processing Dia DC LF APMX LU DCON Flutes Type Stock (Yen)
8331026 20 15.24 17.7 ® 38,500
1 )
8331027 /s 28 425 75 15.42 17.2 6 4 ! @ 38500
8331028 18 19.75 @®| 38,500
8331029 e 24 5.7 75 19.04 — 6 4 2 @ | 38,500
8331030 32 17.47 @ 38,500
8331031 16 22.23 254 ® 38,500
8331032 3/8 24 6.7 85 22.22 243 8 4 1 @ 38,500
8331033 32 20.64 22.2 ® 38,500
8331034 14 27.21 @ | 38,500
5 _ ;
8331035 e 20 77 85 25.4 8 4 2 @ 38,500
8331036 13 29.31 33.2 @ 43,800
8331037 1 20 8.7 100 27.94 304 10 5 1 B @®| 43,800
8331038 28 28.12 29.9 @ 43,800
8331039 12 33.87 @ | 43,800
g _ ;
8331040 A 18 7 100 32.45 10 > 2 @ 43,800
8331041 11 36.94 41.5 ® 72,200
8331042 5/8 18 10.7 120 35.28 38.1 12 5 1 ®| 72,200
8331043 24 3491 37 ® 72,200
8331044 10 43.18 @®| 72,200
5 _ ;
8331045 2 16 17 120 41.29 12 > 2 ®| 72,200
8331046 9 50.8 56.4 ® 95,200
7 ,
8331047 /s 14 137 135 4898 | 526 16 > ! ®| 95200
8331048 8 57.15 63.5 @ | 114,000
1 R
8331049 20 18.7 150 53.34 55.8 20 6 ! @ | 114,000
@ =1ZHEER @ =Standard stock item
< AT-1 (U- UND) (F$HRUINTIEATI, - AT-1 (U- UNJ) is only for milling internal threads.
c PAIVDEHRBIFP.5~6ZCE T, - See p.5 ~6 for explanation of icons.
- ThreadProDJ/\A &1 F(E[RILFIED | ZZIRTE L, - Please select "stairs" for the path type in ThreadPro.
cChL\Lh! . — — oa I —e e
Key Point AVYyRENWRERT—/I\RUDIIICRETY

Thread mills are ideal for machining tapered pipe threads

W2y TI—IhiE< . BREEEL . e
MHEORVSHEELZRUMIHTIEE "F—-\/"H
High-precision threading can be achieved with no stop marks = -

and high roundness

AbyIw—0

Stop Marks

e - - T
& vIICKBDMT ALy RZIVICKDINT

Processing by tap Processing by thread mill

8




Eg iAS: - h Ij y I/;r: U J_y 3 UEEZ IJ v FE}I/ EgiAs Coated One Pass Carbide Thread Mill

AT-1

Type 1 Type 2

R
 —

' | bcon

S

pobbbddd e APMX
I m E LF | LF
1

n
e
=

<

°
o

v
U
\y
[
4
1
7

SPEED

s AN KM A

Egils 9~13° h6 P57 ‘
Bfil:mm Unit:mm
¥—JUNo. 52 2R IR BMR | YvVOR| B |BRYAT| EE | REME
EDP No. RaNge 0 e Dia DC LF APMX LU DCON Flutes Type Stock (Yen)
8331075 Yie - Vs 28 5.67 60 9.1 6 4 @ 41,200
8331076 Vs 28 7.67 60 9.1 8 4 @ 46,500
8331077 Va3 19 9.67 75 14.7 10 5 @ 52200
8331078 s 19 11.67 85 14.7 - 12 5 4 B @@ 54,100
8331079 V234 14 11.67 85 20 12 5 @ 76,400
8331080 3/a 14 15.67 95 20 16 5 @ | 114,000
8331081 1~2 11 19.67 105 27.7 20 6 @ 128,000
@ =1Z47EER @=Standard stock item
« PAIVDEHRBEFP.5S~6ZCE T, - See p.5 ~6 for explanation of icons.
- ThreadProD/XZA & A FIF[RILFED] ZBIRTE . - Please select "stairs" for the path type in ThreadPro.

RUDESE : Rp (PS) - G (PF) #fi:mm  Unit:mm
Y—JUNo. |BRNIY/X| LUK SHE =R b3} =3 BTR | YvYoR| BY |BRI(T| EE | REmE
EDP No. . DC LF APMX L DCON Flutes Type Stock (Yen)
8331082 Yie + Vs 28 5.67 60 11.8 6 4 @ 37,500
8331083 Vs 28 7.67 65 14.5 8 4 @ 42,000
8331084 Va3 19 9.67 80 20.1 10 5 @ 44300
8331085 s 19 11.67 100 254 - 12 5 2 B @ 46500
8331086 | 2 ~7/s 14 11.67 100 327 12 5 @ 69500
8331087 3a*7/s 14 15.67 115 39.9 16 5 ® 92500
8331088 1~2 11 19.67 130 50.8 20 6 @ | 121,000

@ =1F47EER @=Standard stock item

- PAOVDHBAIFPS~6ZFZTETEL, - See p.5 ~6 for explanation of icons.

- ThreadProD/\R &4 FE[RILFiED ] ZZIRTE L, - Please select "stairs" for the path type in ThreadPro.

hb@iﬁiﬁ NPT BfiI:mm Unit:mm
Y—JUNo. |BEAMIYAZ SHE £R IR BNR | YvVOR| BH  |BRYA(T| EE | REME

EDP No. Renge of T D DC LF APMX LU DCON Flutes Type Stock (Yen)

8331089 Yie - Vs 27 5.67 60 10.35 6 4 @ 41,200
8331090 Vs 27 7.67 60 10.35 8 4 @ 41,200
8331091 Va -3/ 18 9.67 75 15.52 - 10 5 4 5 @ 52200
8331092 s 18 11.67 85 15.52 12 5 ® 31,400
8331093 V234 14 15.67 95 19.96 16 5 ® 97,100
8331094 1~2 117> 18.72 105 243 28.7 20 6 3 @ 128,000

* PAIVDFHBRAIFPS~6ZFTETEL,

- ThreadPro@/\R A FE[RILFiED ] ZEIR TN,

@ =1Z#EER @ =Standard stock item

- See p.5 ~6 for explanation of icons.
- Please select "stairs" for the path type in ThreadPro.

&



= *ZLwRS
Iﬁ Egﬁmm ,EE 1# (& Z U J h —y ‘ b Thread mill with end-cutting edge for high-hardness steels

ANUAI

NP4 7513 oLy FENT!

Helical drilling + threading can be done simultaneously!

DUROREY
d—=F12Y
BEEHEET O
EHHI—F 1Y

Innovative new coating for
high-hardness steel

_ARNE

[PAT. in Japan]

Special cutting edge shape

TEofNZMH

Bending of the tool can be controlled

< E %

Left-hand cut

5 ~ s O
OV hy hCTRE
Long tool life is achieved by climb milling
KERDHEMFEEE CTEATEL,

Spindle rotation must be counterclockwise

due to the left-hand cut configuration.

e M L

Roughing teeth

e+ - = DUROREY A —TRI—HARHDEREECTI,
ﬁﬂ %1# lj-é [ (‘:tgﬁ%ﬁa DUROREY is a registered trade;ark ofoi Corporation

Roughing teeth are added to distribute the load

TFHRARIYIDLFRS T ILOEWNWRENML

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

ANUAILNGIF
Helical drilling

+
[
2-o0MI%E

18T!

Achieves 2 processes
with 1 tool!

ALY REILHN

3 Supportive Tools for Your Thread M

ONCOOISLIERRY 7 hThreadPro JOJSLEEEICIER

Thread Milling NC Code Generator Software Creates programs easily
Web ki ThreadProhiUU—X s« AT-2(dWeb KD &3t i
Web version of ThreadPro is now available AT-2 is supported by Web version only

@I RE¥ZEHIEME RPRG fHIEER Z B ip

Reference value of tool radius offset Reduces correction works

SEHAIEP.85 ~

Please refer to p. 85 for details.

OEFEMWIEY—IV DCT TESMZERE

Stabilizes tool life

Diameter Correction Tool
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. EOREEHNIZIESNTHARL! ‘

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

EEJ,ﬁ AU BILRE I +12 L] b ORI T CEEEHNTIOU 22 Z (&R
TEENEEEERYOHIBIC DO D EAEREICEMULE 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.

n
e
=

<

°
o

v
U
\y
[
4
e
7

KUIWOHTYT AT-2

Drill Tap

Ifz 1 I%; 2
Process Process Process

FYITRIFTRIESTNRORUILIIIS AT 238D < F S TIVTDRFEITIE
FBELCHULLKARBMIELS DINEHDEVEH RO LTI IO E
Not only is threading a challenge, the prior process of drilling With the AT-2, sudden breakage due to chip trouble is
is also difficult, making this an uncomfortable procedure... reduced, enabling operators to work at ease

AT2[EFID K FZ N < DBIL. AL—RICHIHT DT ET, REIIBOUR T ZERUE T,
e, FINAEDes, TRENEFTIBEIAIDEEZTRECLE T,

The risk of sudden tool breakage can be minimized by breaking chips 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 tth ﬁi UTQE% ap CE!&U@ UDD'_L Long and stable tool life with higher thread quality compared to cutting taps

REEHABE/ N\ Ry yT =
F?IE AT-2 $6.2X16 P1.25 C?bide hand tap for high-hardness steels AN gﬂ Number of Holes
°° M8x1.25 3P 0 50 100 150 200
ﬁ%ﬂﬁaterial SKD11(60HRC) ##1E Correction f#IE Correction
tELRE 45m/min 2m/min fres o e
Citing Spee (2,310min") (80min") AT-2 s Ay 2087%
EDIRE 83mm/min . _
Feed (0.04mm/t) 100mm/min LR Y
NIRRT
R 7L 06.8X23.5mmUED) | Sieimdupir| OD7CHoles  Teiio
Drill Hole Size None Blind high-hardness steels
HRUGAX M8x1.25
Sy DI BRI 5 IAIC DV TISP.69ETE TS,
RUITRE % Please refer to p. 69 for evaluation method of cutting test.
Threading Length 16mm(2D)
BIRHE Ir77o— KB LI HRE
Coolant Air blow Non-water-soluble
{E PRt R YY=VJt05 (BT40) | SIRY =0Tt % (BT40)
Machine Horizontal Machining Center Vertical Machinig Center

aEEfNICERE{EENIcEHEAE - SUAMEDDUROREYI—5 1 V5
DUROREY coating enables superior heat resistance and high toughness optimized for high-hardness steel milling!

Em;& E Super Heat Resistanr Layer mﬁ&ﬁﬁ Coating Structure

SICEBDBM MK S EEMELC LD RETRL. BEE(L. i —
BUAMBLUT RS ’

Smoothening of surface, high toughness and adhesion resistance due to the ﬁ@fﬁi’/?gg%f%ﬁf‘fa }
SiC containing ultra-heat-resistance material and crystal miniaturization farrine Periodic Nano-Layered Structure
fIEsERLE

Adhesion Strength Reinforcing Layer
-
=22

EW‘HH T/EQHFIEEE Ultra-Fine Periodic Nano-Layered Structure
F/RBBREEMERBOBERBEICKOT. MR B EDNE

Base Metal
Crystal miniaturization and improvement of mechanical properties due to the
laminated structure of periodic nano-layer and wear-resistant layer
SICEEOHEBMEAES BT/ BAHEEESEICKoT. Super heat resistant layer and ultra-fine periodic nano-layered
BT CHESEEEELDOD. BNICAMERBLET structure provide superiortoughness while maintaining

\ high heat resistance and abrasion resistance.
BEEMILCEVCEFvEY I ZDHL. TEOREMIEZRRELE T, Ao suppresses chipping even in high-hardness milling and achieves long tool life.

HIRE HERIEE & (GPa) | ER{LBAIRIERE(T) i i (Np=pal EEE MEFEE | mEEE ChtE
Coating Color Coating Structure Hardness Oxwdar\onTemperature Heat Resistance | Adhesion Strength | Surface Roughness| Wear Resistance | Welding Resistance Toughness

EIE B/ BT

Black Gray Ultra-Fine Periodic Nano—fyered 41 1 ’300 * © O * © ©

(15%8) O—~O—vx (i)

Fair Best

posid [10)



Eﬁﬁfgmm D U RO REY: - I‘,E}JFJEEEZ IJ ‘y FE ) l/ DUROREY Coated Carbide Thread Mill with End-cutting Edge for High-hardness Steels

AT— 2 SHIVEL =
without Coolant Hole 8
BWRUITRE2DT(T F354 ,,,,,,,, —
Effective thread length 2 x D type o
a ‘&J t
. | ; : — . E - LF
A Left-hand cut /vealt/?é%gant Hole él
a
= e — |
— R OO ol w
hé P58~P62 LF
nuoﬁﬁ M B{I:mm Unit:mm
*Y—)LNo. MIE RAMIEY e 2R |RABLITRE | TR |YvrVoR B | BN | EE | EEES
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 - ® | 11,200
8331201 M 4X0.7 53 3.1 50 8 9.7 6 4 = ® | 11,400
8331202 M 5X0.8 7 4 50 10 12 6 4 - @® | 11,800
8331203 M 6 X1 8 4.6 50 12 14.5 6 4 = B | @ 12,000
8331204 M 8X1.25 10.9 6.2 70 16 19.1 10 4 - @ | 18,700
8331205 M10 X1.5 13.2 7.5 70 20 23.7 10 4 Yes @ | 19,500
8331206 M12 X1.75 15.9 9 80 24 28.3 10 4 Yes @ | 20,900
8331240 M16 X2 21.1 11.7 100 32 37 12 4 Yes O | 41,200
8331241 M18 X2.5 25.1 14 135 36 42.2 16 4 Yes | D| O | 65,500
8331242 M20 X 2.5 28.5 15.7 135 40 46.2 16 4 Yes O | 65,500
O =124 ER @=Standard stockitem O =HEEEEER(FEBEZHERTEL.) O=Limited standard stock item
nuwﬁ;ﬁ U B{I:mm Unit:mm
Y—)UNo. MIE BRAMIEY e 2R |RABLITRE | R |YrVoR BE | BN | EE | S
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 8.33 10.3 6 4 - O] 19,000
8331247 | No.10-24UNC 6.1 3.7 70 9.65 12.2 6 4 = O | 21,300
8331248 Ya -20UNC 7.6 4.55 70 12.7 15.8 6 4 - O] 21,300
8331249 Ya - 28UNF 8 4.55 70 12.7 14.9 6 4 = D O| 19,700
8331250 %6 - 18UNC 9.7 5.7 80 15.88 19.4 10 4 - O] 28,300
8331251 ¥ - 16UNC 11.6 6.7 80 19.05 23 10 4 = O | 28,300
8331252 746 - T4UNC 13.3 7.7 80 22.22 26.7 10 4 Yes O] 35,800
8331253 %2 -13UNC 16.2 9.2 80 254 30.2 10 4 Yes O | 35,800
O =#EEEER(EEZCHERTEL.) O=Limited standard stock item
EANDcHFEELLOEE CSER TS, Spindle rotation must be counterclockwise due to the
left-hand cut configuration.
« PAOVDFHRBRAIFp.5~6ZTETEL. - See p.5 ~ 6 for explanation of icons.
< AT-2(M - U) [FSHHRUINTERTY . -+ AT-2 (M- U) is only for milling internal threads.
+ ThreadProD/\R 5 A T(& [TV T)LiED ] ZEIRTE L, - Please select "continuous" for the path type in ThreadPro.

¥INUDIARBIFERUYID ZEFICI T I 2HBEDRAMETYI.  *1 Thisis the maximum value when helical drilling and threading take place at the
BRANIRZBZ DDLU AZNLTDERICIETTIUNILIZ same time. Please make a pre-drilled hole when machining an internal thread
I2TTEL. size that exceeds the maximum processing diameter.

AT-2(, TEEBETERTHDH?

Why is AT-2 used with left rotation?

AT2FEFADIH T, AT-2[ENUAILABIFERUEIDEBINIOS. RUOOTHS5RUECHE
A. MOTIIZLE T, TEORGHILICEMNEIVYAY FCHERUDIMIZ{TS5HIC. INAEE
HAICIFEOTVET,

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.
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%Egﬁmm DU ROREY: - I‘EE{TJEEEZ IJ ‘y FE) l/ DUROREY Coated Carbide Thread Mill with End-cutting Edge for High-hardness Steels

v
- SR
AT 2 vat/h\outLéoolant Hole § U
. o S ve
BRI TRE2.5D5 (7 ) — : 4
Effective thread length 2.5 x D type <
3 53
3 M 4
| : e y i LF -5
X Left-hand cut ;,Et/?ggant Hole 8
o
a
e B v oSO SUTS OO UTFTTOSSI SO TTTPSSUTIO TSSOSO S ITTTIITY | R
—_ SPEED OF
3 CARBIDE b— FEED e LU
DUROREY | 6 |psgpg I
nuwﬁﬁﬁ M B{I:mm Unit:mm
Y—JUNo. IR RANMIEY EAES 2R |RARUVICRE | B TR |YvVIR| B | BN | EF | FEMS
EDP No. Thread Size Max. Processing Dia. DC LF Maximumn threading length LU DCON Flutes Qil Hole Stock (Yen)
8331207 M 3X0.5 4.2 24 50 7.5 8.7 6 4 — ® | 11,200
8331208 M 4X0.7 53 3.1 50 10 11.7 6 4 = ® | 11,400
8331209 M 5X0.8 7 4 50 12.5 14.5 6 4 — @ | 11,800
8331210 M 6 X1 8 4.6 50 15 17.5 6 4 = B |@| 12,000
8331211 M 8X1.25 109 6.2 70 20 23.1 10 4 - @ | 18,700
8331212 M10 X 1.5 13.2 7.5 70 25 28.7 10 4 Yes @® | 19,500
8331213 M12 X1.75 159 9 80 30 343 10 4 Yes @® | 20,900
8331243 M16 X2 21.1 11.7 100 40 45 12 4 Yes O | 41,200
8331244 M18 X2.5 25.1 14 135 45 51.2 16 4 Yes | D | O| 65,500
8331245 M20 X 2.5 28.5 15.7 135 50 56.2 16 4 Yes O | 65,500
O=1Z4£EER @=Standard stockitem O =#EEEEBER(FEBEZTHERTEL.) O=Limited standard stock item
hU@EﬁE :U B{I:mm Unit:mm
- PNl siE | SR | BAGULCR | BTR [VvUOE| B | BN | AW | BeEmE
EDP No. Thread Size Max. Processing Dia. DC LF Maximumn threading length LU DCON Flutes Qil Hole Stock (Yen)
8331254 |No. 8-32UNC 5.2 3.1 50 10.42 124 6 4 — O] 19,000
8331255 | No.10-24UNC 6.1 3.7 70 12.07 14.7 6 4 = O | 21,300
8331256 Va -20UNC 7.6 4.55 70 15.88 19 6 4 — O | 21,300
8331257 Va - 28UNF 8 4.55 70 15.88 18.1 6 4 — D O | 19,700
8331258 %6 - 18UNC 9.7 5.7 80 19.85 233 10 4 — O] 28,300
8331259 ¥ - 16UNC 11.6 6.7 80 23.81 27.7 10 4 = O | 28,300
8331260 746 - 14UNC 133 7.7 80 27.78 323 10 4 Yes O| 35,800
8331261 %2 -13UNC 16.2 9.2 80 31.75 36.6 10 4 Yes O | 35,800
O = #EZEEER(EEECHEZRTEL,.) O=Limited standard stock item
EFNDIcHEEEEEL T SERTSL, Spindle rotation must be counterclockwise due to the
left-hand cut configuration.
+ PAIVDFBIEp.5~6ZFTE T, - See p.5 ~ 6 for explanation of icons.
< AT-2(M - U) IZSHRUINTERTY . -+ AT-2 (M- U) is only for milling internal threads.
- ThreadProD/\R &5 A T(& [V T)LixD ] ZZIRTE L, - Please select "continuous" for the path type in ThreadPro.

MINUAILIGIFERUEIDZERICIN T I 25EDHRAMETY.  *1 This is the maximum value when helical drilling and threading take place at the
RANIFEZBR2DRUTA X ZNLT 2EICIETIUNLZ same time. Please make a pre-drilled hole when machining an internal thread

{T2TFEL, size that exceeds the maximum processing diameter.
HHERFTRLSDE TS, Y1 XEVDRFRBERDE T,
Please contact our sales staff for more information. Custom order with specific requests on diameter, length and accuracy is accepted.

pocid ®



Eﬁifgﬁmm D U RO REY: - I‘,E}JFJEEEEZ IJ ‘y FE } l/ DUROREY Coated Carbide Thread Mill with End-cutting Edge for High-hardness Steels

AT-2

ERT—IN914T anEL
Tapered pipe thread type without Coolant Oj -
o 3
< a
— 1 =
o
o LU
Eﬂ Left-hand cut LF
o
— = [RCT | SREED
CARBIDE DUROREY g ps.-p
nuoﬁﬁ :Rc (PT) B{I:mm Unit:mm
Y—JUNo. MIZ TIUEARY 1 X* 1T @ BENE | £R | RARLILTRS (B MR YVvVIE B | N | £E | 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 (4~8.2) 28 4.86 70 15.8 18 6 4 — @ 24,700
8331215 8 - 28 = 28 5.76 70 16.8 19 6 4 = @ 24,700
8331216 Va - 19 38 -19(96~14.4)| 19 7.98 80 24.76 28 10 4 — |B|@| 36,100
8331217 38 - 19 — 19 9.68 80 24.76 28 10 4 = @ 36,100
8331218 2 - 14 34 - 14 (8~23) 14 11.61 110 30.6 35 12 4 — @ 52,200
8331219 1T -1 1 -11($10~29) | 11 15.54 135 394 45 16 4 — |D|O| 68,400

@ =1Z4EER @=Standard stockitem O =EEETERFEEZCHERTEL.) O=Limited standard stock item

EANDEHFEEELCEE CSERAT L, Spindle rotation must be counterclockwise due to the
left-hand cut configuration.
« PAIVDFHRFP.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.
- ThreadPro@J/\R & A F& [V VT )LiED | Z#EIR T &0 - Please select "continuous" for the path type in ThreadPro.
¥ITTUIIZ Uic ECRUYIb NI Z S 25 S ([CIIaRE YA X T, *1 Machinable size for threading after pre-drilled hole.
Rc(PT)1-11&1-11 VaNPTIE RN IAREICED F T, Rc (PT) 1-11 and 1-11 V2 NPT require pre-drilled hole.

AT-2(, TEEBETERTHDH?

Why is AT-2 used with left rotation?

AT2FEFADIH T, AT-2[ENUAILABIFERUEIDEBINIOS. RUOOTHS5RUECHE
A. MOTIIZLE T, TEORGHILICEMNEIVYAY FCHERUDIMIZ{TS5HIC. INAEE
HAICIFEOTVET,

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.
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%Egﬁmm DU ROREY: - I‘EE{TJEEEZ IJ ‘y FE) l/ DUROREY Coated Carbide Thread Mill with End-cutting Edge for High-hardness Steels

v
AT-2 :
— 0 o we
ERT—I\FAL4D wrEL R E
Tapered pipe thread type without Coolant Oj - 5 g
m
3 g 1
. S )
— . I |
e LU
EXI Left-hand cut LF
=3
— mmm| NCT | SPEED
ol CARBIDE pyogey e o
nqu;ﬁ - NPT Bfii:mm Unit:mm
Y—JUNo. MIE TICERY A X Il @ 2SR | £R | RARLILTRE B RV vVIR B | BN | T8 | RS
EDP No. Thread Size Applicable size for pre-drilled hole DC LF Maximum threading length LU DCON Flutes | OilHole | Stock (Yen)
8331234 | Ve - 27 Vs-27 (4~8.43) 27 4.86 70 15.7 18 6 4 - O] 25,400
8331235 | Vs - 27 = 27 5.76 70 16.7 19 6 4 = O| 25,400
8331236 | V4 - 18 3/8-18 (9 6~14.27) 18 7.98 80 24.5 28 10 4 ~ b O] 37,200
8331237 | 3/3- 18 = 18 9.68 80 24.5 28 10 4 = O| 37,200
8331238 | 2 - 14 3/4-14 (»8~17.86) 14 11.61 110 30.5 35 12 4 - O] 53,500
8331239 | 1 -11% |1 -115 (¢10~28.98) 11.5 | 1554 135 39.6 45 16 4 = O| 68,400

O = #EZEFEER(EEZCHESETEL.) O=Limited standard stock item

EADcHFEELEL CS{ER TS, Spindle rotation must be counterclockwise due to the
left-hand cut configuration.
+ PAIVDEFRRIFPp.5~6ZTE T, - See p.5 ~ 6 for explanation of icons.
< AT-2(Rc(PT) * NPT) [EHRUINIERTY . - AT-2 (Rc(PT) - NPT) is only for milling internal threads.
- ThreadPro@/\RZ 1 Fl& [V VT )LiED ] Z IR TS0, - Please select "continuous" for the path type in ThreadPro.
¥ITRUNIZ Ufc £ CRUYIbIITZ S 25 ST agEE Y1 XTY, *1 Machinable size for threading after pre-drilled hole.
Rc(PT)1-11&1-11 VaNPTIE RN IAAEICIED F T, Rc (PT) 1-11 and 1-11 V2 NPT require pre-drilled hole.
BERT—/INF414 TOEENR (DO) (&, T —
PROILUDHEDTEZZRLTVE T,
The standard outer diameter (DC) of the tapered
pipe type represents the dimension of the outer D
diameter of the central cutting edge. E U
#$ol
I
y
YRR T THUADYEFE L. Y4 ZBLORKRORDET,
Please contact our sales staff for more information. Custom order with specific requests on diameter, length and accuracy is accepted.

pocid ®



el \ 3
* — R ] z D 1 F = , b High-efficiency thread mill with end-cutting edge
;Eﬁ*m Eﬂ'q = Iﬁ Hb$ J — for non-ferrous materials

ANy Y

T-2 R-SPEC
emiexnunl Ay NL—=-Y9 =51

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

Qil hole

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

Left-hand cut configuration With end-cutting edge

IV bk AYAILREBIT
Climb milling +1gUtJJDIE_|H§7JI]I

KERDHEMEEE CTEATEL, : - "
Helical drilling + threading can be

Spindle rotation must be counterclockwise |
done simultaneously

due to the left-hand cut configuration. &
. ===
PAT.in Japan L —] ﬂ Ill
m I (FE2W1)
ﬁ y* ﬂ i Roughing teeth (2 ridges)

Special cutting edge shape Eﬁﬁﬁil: J:% %ﬁﬁg{t

'
I E: 0) ﬁu n;[l] ﬁu \I, Higher efficiency by load distribution
Bending of the tool can be A
controlled
DLC-IGUSSO—bk
2 *& ﬂ DLC-IGUSS coating
2-flute

BEML & REFw

JZ\_L‘a: ‘yjjl/_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!

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

4 o~ aw \ 53T &
B R DM TR B GroaBnz2s) Mox1 BUITES10mm ADCIZH
Threading time comparison with conventional method (includes non-cutting time) SyT 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) M6X%1 Threading length 10mm ADC12 material
II:E;E Conventional drill : Vc=126m/min,f=0.6mm/rev
(1 1) Tap : Vc=94m/min (ATC: 1 time)
2T78 an AT-2 R-SPEC 1 Ve=220m/min,f=1.2mm/rev
Conventional 4.3 *} seconds
) method
(2 processes) " '| :ﬁ |
a2 3.2% O/oea Al *
R-SPEC . "2/ seconds Iﬁra
1]“ . ed by more than 25%!
Threading time is reduc

I 7 7 D - l: -Cm] I O K! Possible to thread with air-blow!

MEEPETBROMI T BADNERILEVNT - -

Cutting oil sometimes cannot be used for machining aircraft and electrical parts...
BARRICKBEVEIRRZHELTVOE T HEID < FHli5E & DLCO— DOBEIMFEIFRIC KD
TRH%z5Ea T7 JO—-COIIHREETY!

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.
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;Eﬁ*m DLC: - '\EﬁggE&-ﬂ{qiﬁﬁiz IJ ‘y FE, l/ DLC Coated High-efficiency Carbide Thread Mill with End-cutting Edge for Non-ferrous Materials

AT-2 R-SPEC
— & |

EF Left-hand cut

)

SPEED
m FEED

|
CARBIDE pjciqss — pg P

ﬁ?ﬂh Uﬁ-c 2D9’fj Effective thread length 2 x D type

SHTVEEL
without Coolant Hole

B

SRINTE
with Coolant Hole

DCON

LF

DCON

LF

BT :mm  Unit:mm

Y—JUNo. ‘ T BENE =R RARUICRE | BTR | YvVIoR B N | EE | RS
EDP No. Thread Size DC LF Maximum threading length LU DCON Flutes Qil Hole Stock (Yen)
8331220 M 3X0.5 24 50 6 7.75 6 2 — O 11,500
8331221 M 4X0.7 3.1 50 8 10.45 6 2 = O 11,700
8331222 M 5X0.8 4 50 10 12.8 6 2 — O 12,100
8331223 M 6X1 4.6 50 12 15.5 6 2 Yes D|O 12,400
8331224 M 8X1.25 6.2 70 16 20.38 8 2 Yes O 19,200
8331225 M10X1.5 7.5 80 20 25.25 10 2 Yes O 20,100
8331226 M12X1.75 9 80 24 30.13 10 2 Yes O 21,400

EADIHEEEDEL CTHEATEL,
- A AVOHBIEP.5~6ETE TE L,

- AT-2 R-SPECI3®RUIMTIEATY o
- ThreadProD/\ZA & A Tk [TV TILiED | ZRIRTEL

ﬁ’i‘bh UiT 2.5D9‘fj Effective thread length 2.5 x D type

O =#ZHEBER(EEZCHESE FEL).) 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 R-SPEC is only for milling internal threads.

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

B :mm Unit:mm

Y—JLNo. I EESNE | 2R | BARUICRE | BN | YrYo® | BH | ER | E£E | SEmE
EDP No. Thread Size DC LF Maximum threading length LU DCON Flutes Oil Hole Stock (Yen)
8331227 M 3X0.5 24 50 7.5 9.25 6 2 — O 11,500
8331228 M 4X0.7 3.1 50 10 12.45 6 2 = O 11,700
8331229 M 5X0.8 4 50 12.5 15.3 6 2 — O 12,100
8331230 M 6 X1 4.6 50 15 18.5 6 2 Yes D|O 12,400
8331231 M 8X1.25 6.2 70 20 24.38 8 2 Yes O 19,200
8331232 M10X1.5 7.5 80 25 30.25 10 2 Yes O 20,100
8331233 M 12 X1.75 9 80 30 36.13 10 2 Yes O 21,400

EXDfcHEHEBER CTRERATEL.

- A AVOHBIEP.5~6ETE TE L,
- AT-2 R-SPECIZHRUIMTIERTT .
- ThreadPro®@/ 25+ Fld [V VI ILED | BRIRTE L,

O=#EZEEEREEZCHEETEL.) 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 R-SPEC is only for milling internal threads.

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

AT-2 R-SPECIZ. BEEEIETERATHDN?

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

A.

IeBICEINHRPEHRICEOTNE T,

AT-2 R-SPECIZFEHDTcH T, AT-2 R-SPECIEINUAILNRGIFERUEIDERIMIDIH. RLD
O SRUECAN>TITIZLEY. TEOREGRILICEMNEI VY HY NCHERUDIMIZTS

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.
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IJ Win Um : _7_-'{ yﬁ‘ﬁﬁijaz‘y hj] ‘y 9 Coated Carbide Planet Cutter for Small Size

WH-VM-PNC

=z
3
(=]
< 8 =T — — — -
APMX L
=l - € 2 -
LF
T
—
— ] B AN T | SPEED
gl CARBDE “ocT o e g FEED
hé P64
DC=13 155DC
QUQE?SE . S BfiI:mm  Unit:mm
Y—ILNo. /NI Nz 2R AR |RUBOLE| BETFR | YvvyoR | EH £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 ® | 12,200
3900496 S1.2 0.25 0.91 40 0.25 1 3.25 3 3 B | @ | 12,200
3900497 S1.4 0.3 1.05 40 0.3 1 3.8 3 3 ® | 12,200
@ =1Z#EER @ =Standard stock item
hUOE;‘E M Bf{I:mm Unit:mm
Y—JUNo. | BIVNTE sz =R AR |[RUBOLE| BTR |YvyIR| B EE | 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 ® | 12,200
3900496 M1.2 0.25 0.91 40 0.25 1 3.25 3 3 ® | 12,200
3900497 M1.4 0.3 1.05 40 03 1 3.8 3 3 ® | 12,200
3900498 M1.6 0.35 1.2 40 0.35 1 435 3 3 ® | 12,200
3900499 M1.7 0.35 1.3 40 0.35 1 4.85 3 3 8 ® | 12,200
3900500 M2 0.4 1.5 40 1.2 B 4.4 6 3 ® | 28,100
3900501 M2.5 0.45 1.9 40 1.4 3 5.6 6 3 ® | 28,100
3900502 M3 0.5 2.4 40 1.5 3 6.5 6 3 ® | 28,100
3900503 M4 0.7 3.1 40 2.1 3 8.7 6 3 ® | 28,100
3900504 M5 0.8 4 40 24 3 10.8 6 3 ® | 28,100
@ = IZ#EER @ =Standard stock item
nua)E;E :U-UNJ Bifii:mm  Unit:mm
Y—JUNo. =/IVMNTE baLE 2R AR |RUBOLE| BTER | YrvoR| BH EE | 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 | @ | 287100
@ == ER @ =Standard stock item
+ PAIVDERBIFP.5~6ZFTE T, - See p.5 ~6 for explanation of icons.
+ WH-VM-PNC (S, M, U+ UNJ) [&$HRQUINTERTI, - WH-VM-PNC (S, M, U-UNJ) is only for milling internal threads.




H/MERUATSRY bHy 5 ELDRL SERAWEELIEDIC

In order to take full advantage of Planet Cutter for small size

$1~1.4, M1~1.8

MIAEOGEEMT)

Machining method @ (Recommended processes)

MIBEE

Machining method ®

¥R UDETY)D K FZHHZDEFFIESOINTETMI LT RS,

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

%:

il

ORLOOTZIL @1EE TIPS

NI 3.

(®Machine one pitch
the entrance of the
hole.

ZEEEICHEES D
PRI Z#R D RS

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

M2~5, No.8

\'/

WII5E (—axagsI4E)

Machining method (General materials)

3P | 3P

:

@R ULDRZEMT
LTHKTT D,

®To finish, machine
the hole entry.

@12 LDEL% 31110
T UCTHRODAGIS
TEHBET S,

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

%
@37+ Z2HEAN
BELT3WMIUL
T, PROFDICERE
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)

@OxTZMILT
BT 2,

®To finish, machine
the hole entry.

|
,T

Ot U DB 1(LA0
TIT9%

(®Machine one pitch
the bottom of the hole.

@1EETIPHREF
285 mCREES
FIEIIHIZ 8 DR Y,

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

@R U DOz
TUTHETI D,

®To finish, machine
the hole entry.

MIFEmaas  SEEEE)

Machining method (Heat resistant alloys/High hardness materials)

\'/

O LDE%Z3IL
MI9 2,

@ Machine three
pitches at the bottom
of the hole.

@ 1 EEEC1PRTET
Z875m) iR Y DM
SMIH =D IR,

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

@OxTZMI LT
&T9%,

®To finish, machine
the hole entry.

n
e
=

<

°
o

v
U
P4
[
4
1
7




AF—IJVHWXd— hiﬂﬁﬁ?‘?*‘y N3 %7 wix coated carbide pranet cutter for steel

WX-ST-PNC

Type1

vLLMUXJ APMX

LF LF

Type 2

0
DCON
DCON

TN o NET| | SPEED
Z===3N  CARBIDE “n‘ FEED
WX 1 hé P64

humﬁﬁ M BfI:mm Unit:mm
Y—JUNo. | RIVMIIITE | EvF barE] = AR BER | VvYIOR| BY |BRIAT | BE | REME
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 | 48,900
8305741 M14 0.75 10 85 29.3 — 10 5 2 C|Aa| 48,900
8305765 M18 25 14 105 40 45 16 5 1 A | 87,100
- PAOVDEHBIFP.5~6ZCE T, - See p.5 ~6 for explanation of icons.
« WX-ST-PNC (M) [F$HRUINTEHATI, - WX-ST-PNC (M) is only for milling internal threads.
- ThreadProD/\Z &1 T (&[RILFED] ZBIRTEL, - Please select "stairs" for the path type in ThreadPro.
A=CDHRRFEERIELTHD, A =The products have been stopped producing and replaced by AT-1 (p.6).
AT-1(P6) NEID B EESETVIEVWTEDET,
hUO)EiE :U-UNJ B{i:mm Unit:mm
Y—JUNo. | &/AVIITE | LU S2 =R AR BNR | YvVOR| BY  |BRYAT | BE | REME
EDP No. Min. ing Dia. DC (LF APMX LU DCON Flutes Type Stock (Yen)
8305800 20 10.2 114 A | 39,500
Va 4.55 60 6 4 1
8305801 28 10 10.9 A | 39,500
8305806 e 24 6.2 65 12.7 14.1 8 4 1 A | 39,500
8305811 3/g 24 7.6 65 14.8 — 8 4 2 A | 39500
8305815 14 18.1 19.9 A | 45,000
"he 8.8 75 10 4 1
8305816 20 17.8 19.1 c A | 45,000
8305820 12 13 9.4 75 19.5 21.5 10 5 1 A | 45,000
8305830 %6 18 11.4 85 22.6 24 12 5 1 A | 74,300
8305832 /8 11 10.9 85 254 27.7 12 5 1 A | 74,300
8305835 3/a 10 15.7 95 30.5 = 16 5 2 A | 97,800
8305838 /8 9 18.9 110 339 36.7 20 6 1 A 117,000
8305842 1 8 18.9 110 38.1 41.3 20 6 1 A 117,000
- PAOVDFHRAIFP.5~6ZCETEL, - See p.5 ~6 for explanation of icons.
« WX-ST-PNC (U- UNJ) [F$HRUINTEATI, - WX-ST-PNC (U- UNJ) is only for milling internal threads.
- ThreadProD/\Z & A T (&[RILFED] ZFIRTEL, - Please select "stairs" for the path type in ThreadPro.
A=CDHRRFEERELTHD, A =The products have been stopped producing and replaced by AT-1 (p.7).

AT-T(P7) NIDBREESEBTVEVWTHEDET,



Z? _} l/m WX: - hﬂﬁijﬁ*‘y hj] v 9 WX Coated Carbide Planet Cutter for Steel

APMX
LF

= = LU
LF
1 1

WX-ST-PNC e g
8I+*HF/\—% 8——% 8[771777877”7 ‘Iy* §
e

|
|
|
|
\

o
— SO s [ LAPwX |
o CARBIDE . FEED o
WX n hé P64 "
nUQE;E :R (PT) * Rc (PT) Bfi:mm Unit:mm
Y—J)UNo. | BRMIY4/Z (ITE: HE 2R AR BFR | YvVIR| B (PRIT | EE | FEMmE
EDP No. Range of Thread Size Dia TPI DC LF APMX LU DCON Flutes Type Stock (Yen)
8305912 3/g 19 1 85 14.7 20 12 5 3 C|a| 55600
- PAOVDFHRAIP.S~6ZTETEWL, - 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=CDRBIFEERLELTED. A =The products have been stopped producing and replaced by AT-1 (p.8).
AT-1(P8) YD BREESTE TV RVWTHEDFT,
hU@EﬁE . Rp (PS) e G (PF) Bfii:mm Unit:mm
Y—)UNo. |ERMIY/Z| LK Nz 2R AR BNR | YvVIR| BH (BRI T| 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 | 47,700
8305965 3/a-7/8 14 16 110 39.9 = 16 5 2 C|a | 95,000
8305968 1~2 11 20 125 50.8 — 20 6 2 A | 125,000
- PAIVDFHRBIFP.5S~6ZCE T, - 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@IFEERLELTED, A =The products have been stopped producing and replaced by AT-1 (p.8).

AT-1(PB) NIDBRXEESETVEVWTHEDE T,



Z? _, l/m WX : - I’“iﬂﬂ{jiﬁﬁ 75*‘y I\jJ ‘y 9 WX Coated Carbide Planet Cutter with Internal Coolant Supply for Steel

WXO-ST-PNC

— mm AN (g | SR
CARBIDE o FEED
WX n hé P64
hU@E%ﬁ M B{I:mm Unit:mm
Y—JUNo. | S/IVIITRR SHE 2R AR BER | YvVIR | BY |FERYAT | BE | REME
EDP No. Min. Processing Dia DC LF APMX [V DCON Flutes Type Stock (Yen)
8304700 0.75 12.8 @ 42,300
M 6 4.5 60 15 6 4 1
8304701 1 13 @ 42,300
8304710 0.5 16.5 @ 42,300
8304711 M 8 1 6 65 17 = 6 4 2 @ 42,300
8304712 1.25 17.5 @ 42,300
8304721 1 21 @ 47,600
M10 7.5 70 26 8 4 1
8304723 1.5 225 @ 47,600
8304732 1.25 26.3 @ 53,200
8304733 M12 1.5 9.5 85 255 28 10 5 1 @ 53,200
8304734 1.75 26.3 @ 53,200
8304740 0.5 28.5 @ 53,200
8304741 0.75 293 C|@®@| 53,200
8304742 M14 1 10 85 29 - 10 5 2 @ 53,200
8304743 1.5 30 @ 53,200
8304744 2 30 @ 53,200
8304752 1 33 @ 79100
8304753 M16 1.5 12 95 34.5 = 12 5 2 @ 79100
8304754 2 34 @ 79100
8304773 1.5 42 @ 102,000
M20 16 105 - 16 5 2
8304775 25 425 @ 102,000
8304783 1.5 49.5 @ | 134,000
8304784 M24 2 20 120 50 = 20 6 2 @ | 134,000
8304786 3 51 @ | 134,000
@ =1F#7EER @=Standard stock item
- PAIVOFHBIFP.5~6ZTE T, - See p.5 ~6 for explanation of icons.
- WXO-ST-PNC (M) [FHRUINTEATY, - WXO-ST-PNC (M) is only for milling internal threads.
- ThreadPro®D/\R & A FF[RILFED | ZEIRTEL, - Please select "stairs" for the path type in ThreadPro.




;‘Eﬁ* ° mﬂeﬁm WX: - I‘#ﬁﬁijﬁ*‘y hj] ‘y 9 WX Coated Carbide Planet Cutter for Non-ferrous Materials and Heat-resistant Alloys

WX-PNC

3 N AN (I | SPEED
— FEED
CARBIDE " 3 iy

Type1

DCON

=}

APMX

LU

= —+—F =1 —F—}

LF LF
1

nuwﬁiﬁ M BfiI:mm Unit:mm
Y—JUNo. | &/IVIITR SHE =R AR BTR |YvYoR| BE |BRY(T| EE | REMmE
EDP No. Dia DC LF APMX LU DCON Flutes Type Stock (Yen)
3900000 0.75 12.8 @ 36,300
M 6 4.5 60 15 6 3 1
3900001 1 13 @ 36,300
3900009 0.5 16.5 ® 36,300
3900011 M 8 1 6 65 17 = 6 3 2 @® 36,300
3900012 1.25 17.5 @® 36,300
3900021 M10 1 75 70 21 % 8 3 1 @ 41,700
3900023 1.5 225 @ 41,700
3900032 1.25 26.3 @ 46,000
3900033 M12 1.5 9.5 85 255 28 10 4 1 @ 46,000
3900034 1.75 26.3 B @ 46,000
3900036 0.5 285 @ 46,000
3900041 0.75 29.3 @ 46,000
3900042 M14 1 10 85 29 - 10 4 2 @ 46,000
3900043 1.5 30 @ 46,000
3900044 2 30 @ | 46,000
3900052 1 33 @ 67,700
3900053 M16 1.5 12 95 34.5 = 12 4 2 @ 67,700
3900054 2 34 ® 67,700
3900065 M18 25 14 105 40 45 16 4 1 @ 82,100
3900073 M20 1.5 16 105 42 _ 16 4 3 @® 86,700
3900075 25 42.5 C|@®@| 92500
3900083 1.5 49.5 B |@| 114,000
3900084 M27 2 20 120 50 - 20 5 2 C @ | 121,000
3900086 3 51 @ | 121,000

- A AVDEHBEP.5~6ZETETE L,
- WX-PNC (M) (F$HRUINTEATI,

- ThreadProD/\ZA &4 F(E[RILFED ] ZRIRTE Lo

@ =1Z#EEER @ =Standard stock item

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

n
e
=

<

°
o




;E%* ° mﬁﬂeﬁm WX: - hEﬁE 75*9 th ‘y 9 WX Coated Carbide Planet Cutter for Non-ferrous Materials and Heat-resistant Alloys

WX-PNC

Type1

DCON

=}

P
PR - g —F —F—) dF—F—F+—-—}
APMX

LU APMX

LF LF

T—3 I SPEED
2=~ (ARBIDE Pl

WK 30 h6 | pe4

hU@E%E :U-UNJ BfiI:mm Unit:mm
Y—JUNo. | ®/IVINTE Nz 2R AR BTIR | YvYoR| B |WBRIAT | T E | (ZEE
EDP No. Min. Processing Dia DC LF APMX LU DCON Flutes Type Stock (Yen)
3900350 20 10.2 114 @ 38,600
Va 4.55 60 6 3 1
3900351 28 10 10.9 @ 38,600
3900355 18 @ 38,600
e 6.2 65 12.7 14.1 8 3 1
3900356 24 @ 38,600
3900360 16 14.3 ®| 38,600
3/g 7.6 65 - 8 3 2
3900361 24 14.8 ® 38,600
3900365 14 18.1 19.9 @®| 43,600
i3 8.8 75 10 3 1
3900366 20 17.8 19.1 @®| 43,600
3900370 13 19.5 215 C|@| 43,600
1A 9.4 75 10 4 1
3900371 20 19.1 204 @ 43,600
3900375 12 10.9 233 254 @®| 72,200
%6 85 12 4 1
3900380 18 11.4 22.6 24 @®| 72,200
3900382 /8 11 10.9 85 254 27.7 12 4 1 ® 72200
3900385 3/a 10 15.7 95 30.5 — 16 4 2 @®| 95,000
3900388 9 36.7 @® | 113,000
/s 18.9 110 339 20 4 1
3900390 12 36 ® 92,500
3900392 1 8 18.9 110 38.1 41.3 20 4 1 @ | 113,000
@ =1ZHEERER @ =Standard stock item
+ PAIAVDEHRBEFP.5S~6ZETE T, - See p.5 ~6 for explanation of icons.
+ WX-PNC (U- UNJ) [ZHRUINTEATY, - WX-PNC (U-UNJ) is only for milling internal threads.
- ThreadProD/\ A& A FIF[VILFED | ZFIRTEL, - Please select "stairs" for the path type in ThreadPro.




;‘Eﬁ* ° mﬁﬂeﬁm WX: - hﬂﬁija*w th ‘y 9 WX Coated Carbide Planet Cutter for Non-ferrous Materials and Heat-resistant Alloys

WX-PNC et
= —F—F F—=F—1—}
s |

LU APMX

s =3 S S—

Type 2

DCON

n
e
=

<

°
o

v
U
\y
[
4
1
7

)

EEE AN IO R

CARBIDE WX 30° hé Pos

LF

BfiI:mm Unit:mm

Y—JUNo. |i Nz 2R pSf ] BIR | YvYIR| BN |\BRIAT | EE | SIS
EDP No. ange of Thre DC LF APMX LU DCON Flutes Type Stock (Yen)
3900199 VIR 28 5.9 60 9.1 - 6 3 4 ® 40,100
3900201 s 28 7.5 60 9.1 12.7 8 3 3 ® 45,400
3900211 Vg -3/8 19 10 75 14.7 — 10 4 4 8 @®| 50,300
3900212 3/s 19 11 85 14.7 20 12 4 3 @ 52,500
3900214 12+ 3/4 14 12 85 20 — 12 4 4 @® 74,300
3900215 3/a 14 16 85 20 — 16 4 4 @®| 111,000
3900218 1~2 11 20 95 27.7 — 20 5 4 C | @] 128,000

@ =1Z#EER @ =Standard stock item
+ PAIVDEHRBIFP.5~6ZTE T, - See p.5 ~6 for explanation of icons.
- ThreadProDJ/\R& A T (E[RILFED] ZBIR T T, - Please select "stairs" for the path type in ThreadPro.
RUDER : Rp (PS) - G (PF) Bfi1:mm  Unit:mm
W—JUNo. |i Nz 2R IR BNR | YvVOB| BY  |BRYAT | EE | FEME
ang ( DC LF APMX LU DCON Flutes Type Stock (Yen)
3900299 Yie - Vs 28 5.9 60 11.8 - 6 3 2 ®| 37,400
3900301 s 28 7.5 65 14.5 15.4 8 3 1 @®| 42,300
3900311 Va-3/s 19 10 75 20.1 — 10 4 2 ®| 44,500
3900312 3/g 19 11 85 254 26.7 12 4 1 C|@®| 46,600
3900314 V2 ~7/ 14 12 95 32.7 — 12 4 2 ®| 69,300
3900315 3/a-7/8 14 16 110 39.9 — 16 4 2 ®| 92,300
3900318 1~2 11 20 125 50.8 — 20 5 2 @®| 121,000
@ =1ZEHEER @ =Standard stock item
+ PAIVDFHRBIFP.5~6ZTE T, - See p.5 ~6 for explanation of icons.
- ThreadProDJ/\R& A T (E[RILFED] ZEIRTFEL, - Please select "stairs" for the path type in ThreadPro.
1QUOJE¥E NPT B{I:mm Unit:mm
W—JUNo. |BERMIHAZ Nz 2R pSf ] BIR | YvYoR| BN BRI T | EE | SIS
EDP No. ange of Thre Dia. DC LF APMX LU DCON Flutes Type Stock (Yen)
3900259 Yie - Vs 27 5.9 60 10.3 - 6 3 4 8 ® 40,100
3900261 Va-3/8 18 10 75 15.5 — 10 4 4 @®| 50,300
3900265 12 :3/4 14 16 85 20 — 16 4 4 c @®| 96,900
3900268 1~2 112 20 95 243 — 20 5 4 @ | 128,000
@ = ZHEER @ =Standard stock item
+ PAIVOFHRBIFP.5~6ZTE T, - See p.5 ~6 for explanation of icons.
- ThreadProDJ/\R& A T (&[RILFED] ZBIRTFEL, - Please select "stairs" for the path type in ThreadPro.

pocid 2]



FX: - hﬂﬁEZl \o’fa} bj’a*‘y hj] ‘y 9 FX Coated Carbide Spiral Fluted Planet Cutter

OT-SFT-PNGT

=
e
m
)
DCON
g
e]
m
N

DCON

S = [
APMX APMX
Ly LU
LF LF
=
=y o Mo MUY =SS
FX 15 hé P65
hcwﬁﬁﬁ M BfiI:mm Unit:mm
Y—JUNo. | BR/IVINTHR SE =R AR BIR | Y708 | BE |FRYA(T| EE | REMS
EDP No. Min. Pr i DC LF APMX LU DCON Flutes Type Stock (Yen)
8306532 M12 1.25 9 90 24 - 10 4 1 A 77,500
8306544 M14 2 10 90 25 = 10 4 2 A | 91,500
8306575 M20 25 16 125 40 - 16 4 2 8 A | 158,000
8306583 1.5 60 A | 231,000
8306584 M27 2 20 145 50 20 5 2 A | 231,000
8306586 3 A | 231,000
- PAOVDEHRAEFP.5S~6ZETE T, - See p.5 ~6 for explanation of icons.
- OT-SFT-PNGT (M) la*&)@U?JDIE;ﬁEJ‘C?Oﬁ - OT-SFT-PNGT (M) is only for milling internal threads.
) Th_[eale;o(D/\1947(5“'\7)[/?120] ZEERTEL, - Please select "stairs" for the path type in ThreadPro.
A=CORB>IEERELTED, A =The products have been stopped producing and replaced by AT-1 (p.6).

AT-1(PO) NIDBREESBTCVIEVWTHEDET,




FX: - I\Eﬁijaz‘y hj] ‘y 9 FX Coated Carbide Planet Cutter

OT-PNGT

n
e
=
<
°
o

v
U
\y
K
4
1
7

4
P4 o
I \ B8 _®2
APMX APMX 4
LU LU
LF LF
o
—_
—_
=S K el
X h6 | Pes
nuwﬁiﬁ M BfiI:mm Unit:mm
Y—JUNo. | RIVINITER | EvF Mz =R IR BER | yvIB | BY |47 | EE | FEEE
EDP No. Min. Processing Dia. 2 DC LF APMX LU DCON Flutes Type Stock (Yen)
8306232 M12 1.25 9 920 24 — 10 4 1 A 73,800
8306276 M 20 25 16 125 40 — 16 4 2 B | a| 150,000
8306287 M 27 3 20 145 50 — 20 5 2 A | 222,000
- PAOVDFHRBIFP.S~6ZECE T, - See p.5 ~6 for explanation of icons.
- OT-PNGT (M) (F8RUINTEATY, - OT-PNGT (M) is only for milling internal threads.
- ThreadProD/\R & A T (E[RILFED] ZBIR T T, - Please select "stairs" for the path type in ThreadPro.
A=CDHRBEFEERILELTED, A =The products have been stopped producing and replaced by AT-1 (p.6).
AT-1(P6) NIDBZEES BTV EVWTHED FT,
N
—_
—_
— o i
X h6 | Pes
nqu;ﬁ : Rp (PS) °G (PF) B{iI:mm Unit:mm
Y—JUNo. |BRNMIYAX| LK P4 ES =R IR BER | YvVOB | B |BRYAT| EE | EEEE
EDP No. Range of Thread Size Dia TPI DC LF APMX LU DCON Flutes Type Stock (Yen)
8306410 /s 19 10 80 16 23 10 4 2 B|a 86,700
- PAOVODEHRAIP.S~6ZTETEW, - 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) NIDBXEESHTVEVWTHEDE T,



Ti N : - h’ \4175*‘y th ‘y 9 TiN Coated Planet Cutter

PNGT

Type 1 & Type 3
H——t—1 {fE=F——3
APMX APMX
— S
LF LF
‘ 1
o
—_
—_
— 0 el )
TN~ " h6 | pes
B{ii:mm Unit:mm
—JUNo. =® : 52 =R IR BNR | Y78 | BY  |(BRYAT| EE | FEMS
EDP No. g Dia DC LF APMX LU DCON Flutes Type Stock (Yen)
8306012 1 @ 52,800
M14 10 90 25 32 10 4 1
8306013 1.5 @ 438,100
8306022 1 @ 55900
8306023 M16 1.5 12 105 30 38 12 4 1 @ 51,900
8306024 2 @ 51,900
8306032 1 @ 64,000
8306033 1.5 @ 58700
8306034 M20 2 16 125 40 50 16 4 1 @ 58700
8306035 25 @ 58700
8306036 3 @ 58700
8306042 1 8 @ 71,400
8306043 1.5 @ 65500
8306044 M27 2 20 145 50 60 20 5 1 @ 65500
8306046 3 ® | 65,500
8306047 3.5 ® | 65,500
8306052 1 @ | 83,400
8306053 1.5 @® | 76,800
M34 25 165 65 — 20 6 3
8306054 2 ® | 76,800
8306056 3 ® | 76,800
8306063 1.5 ® | 90,500
8306064 M42 2 32 210 80 - 25 6 3 @ 90,500
8306066 3 @ 90,500
@ =1Z#EER @ =Standard stock item
- PAOVDEHBIFP.S~6ZCETEL, - See p.5 ~6 for explanation of icons.
+ PNGT (M) [3$HRUIMIEFEATI, + PNGT (M) is only for milling internal threads.
- ThreadProD/\Z & A T (F[RILFED] ZFIRTEL, - Please select "stairs" for the path type in ThreadPro.



TiNj - h’ \4175*‘y hjj ‘y 9 TiN Coated Planet Cutter

PNGT

n
e
=

<

°
o

v
U
\y
[
4
1
7

Type 3
= 8L*****$ — 1
g | SHANK SFEEEEI? APMX
TN~ h6 | pes
LF | LF
BfiI:mm Unit:mm
Y—JUNo. Sz 2R AR BER | YvVIR | B |BRI«4T| EE | REMS
EDP No. ! rea a DC LF APMX LU DCON Flutes Type Stock (Yen)
8306111 3/ 19 10 80 16 23 10 4 2 ® | 55500
8306114 234 14 12 95 20 28 12 4 2 ® | 59200
8306115 3/a 14 16 110 25 35 16 4 2 B | @| 64,500
8306118 1~2 11 20 125 32 42,5 20 5 2 ® | 70,100
8306119 1-Y/2-2~6 11 32 175 50 - 25 6 4 ® | 91,500
@ =1ZH#EER @ =Standard stock item
- PAIVDFHRBIFP.5S~6ZCE T, - See p.5 ~6 for explanation of icons.
- ThreadProD/\ZA & A TIX[RILFED ] ZZIRTEL, - Please select "stairs" for the path type in ThreadPro.
hU@EﬁE . RP (PS) B{il:mm Unit:mm
Y—JUNo. |BAMIY/AX| ILUEK P4 ES =R IR BER | YvVOB | BY |FRYAT| EE | EEE
EDP No. 3 a DC LF APMX LU DCON Flutes Type Stock (Yen)
8306121 19 10 80 16 23 10 4 1 ® | 46,700
8306124 Va2~T7/8 14 12 95 20 — 12 4 1 @ | 49,500
8306125 3/a-7/8 14 16 110 25 35 16 4 1 B |@| 54400
8306128 1~3-12 11 20 125 32 42.5 20 5 1 ® | 59,400
8306129 1-Y2~6 11 32 175 50 — 25 6 1 ® | 77,800
@ =ZHEER @ =Standard stock item
- PAOVDFHRBIFP.5S~6ZECE T, - See p.5 ~6 for explanation of icons.
- ThreadProDJ/\R &A1 T (&[RILFED] ZEIR T, - Please select "stairs" for the path type in ThreadPro.
=N
=S O
TN - " h6 | pes
hU@E;E : G (PF) Bfi:mm  Unit:mm
1 ST Nz =R IR BER | YvVIOB | B (BRI T| EE | FEEE
EDP No. of Thread Siz DC (LF APMX LU DCON Flutes Type Stock (Yen)
8306131 /s 19 10 80 16 23 10 4 1 ® | 46,700
8306134 Va~T7/g 14 12 95 20 — 12 4 1 @® | 49,500
8306135 a7/ 14 16 110 25 35 16 4 1 B |@| 54400
8306138 1~3-12 11 20 125 32 42.5 20 5 1 ® | 59,400
8306139 1-Y2~6 11 32 175 50 — 25 6 3 @® | 77,800

- PAOVDHBEFP.5~6ZETETE L,
- PNGT (G(PF)) [ RQUITEMATY,

- ThreadProD/\R &A1 FIF[RILFED ] ZZIR T,

@ =1Z#EER @ =Standard stock item
- See p.5 ~6 for explanation of icons.
- PNGT (G (PF)) is only for milling internal threads.
- Please select "stairs" for the path type in ThreadPro.

®



*ﬁe’]uIm FX: - l\ﬂﬁiz_’ \o_joa*‘y hjj ‘y 9 FX Coated Carbide Super-Planet Cutter for Multifunction Milling

DR-PNAC

SNy g ) BI= [
4n
APMX LS
g: OAL
= I el
FX 25 hé P30
B{iI:mm Unit:mm
—JbNo. BU NE | 8 | poyx | FIVE| 5, [VrUOE FUNE|EROE| BE |08 B | GF | e
EDP No. Designation DCX OAL en LS DCD ds DN DCON Flutes | Stock (Yen)
8330400 M 6 X1 -2D | 438 62 121 | 1 14.7 36 5 6.3 7 8 2 ®| 72,800
8330412 M 8 X1.25-2D | 6.5 75 15.1 | 1.3 18.5 40 6.8 8.3 9 10 2 83,900
8330413 M 8 X1 -2D| 6.7 75 151 | 1.3 18.5 40 7 8.3 9 10 2 @®| 88,200
8330424 | M 10 X1.5 -2D| 8.2 79 19.6 | 1.5 23.7 45 85 | 103 | 1 12 2 @®| 95,000
8330425 | M 10 X1.25-2D | 85 79 20.1 | 1.5 24 45 88 | 103 | N 12 2 C @ 99800
8330426 | M 10 X1 -2D| 8.7 79 20.1 | 1.5 24 45 9 103 | 1 12 2 @®| 99,800
8330436 | M 12 X1.75-2D | 99 89 229 | 1.8 274 | 48 103 | 123 | 135 16 2 @ |127,000
8330437 | M 12 X1.5 -2D | 10.2 89 241 | 1.8 286 | 48 10.5 | 123 | 135 16 2 @ | 133,000
8330438 | M 12 X 1.25-2D | 10.2 89 239 | 1.8 28.3 48 10.8 | 123 | 135 16 2 @ | 133,000
@ =1Z#EER @ =Standard stock item
- PAOVDEHBIFP.5~6ZCETEL, - See p.5 ~6 for explanation of icons.
- DR-PNACIZ$HRUNMIERTT, - DR-PNAC s only for milling internal threads.
- TRURES=FUEX2 - Tapping length =thread dia. X2

Ea”ulm ij — I\imlr?{qiﬂﬁiz_, \"—73*‘7 I\j:, W 9 ?é('i/c‘;jltt?&ﬁstril;ig;evlsiltljizegr—Planet Cutter with Internal Coolant Supply

DR-O-PNAC

22
5| 8 45
“ a ) §I§ e e e
o ' 4n
APMX LS
=3 OAL
—_
>3 CARBIDE “.‘ | SI?EEEEI?
X 25 hé P30
Bfi1:mm Unit:mm
Y—JUNo. FU NER | 2R APMIX RUIVE 25 IvIR| RUILE EROE| B (YR | B | EE | EHEME
EDP No. Designation DCX OAL 2n LS DCD ds DN DCON Flutes Stock (Yen)
8330500 M 6 X 1 -2D | 48 62 12.1 1 14.7 36 5 6.3 7 8 2 @ | 79800
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 @® | 91,000
8330524 M 10 X 1.5 -2D| 8.2 79 196 | 15 23.7 45 8.5 |10.3 11 12 2 @® 103,000
8330536 M 12 X 1.75 -2D | 9.9 89 229 | 1.8 274 | 48 | 103 | 123 135 | 16 2 @® 136,000
@ =1Z#EER @ =Standard stock item
- PAOVDEHRBIFP.5~6ZCETEL, - See p.5 ~6 for explanation of icons.
- DR-O-PNACIZ$HRUINTEATT, - DR-O-PNAC is only for milling internal threads.
- DR-O-PNACICIFEANZ—EEITHINHSBDOE T, - DR-O-PNAC has oil hole.
- TRURE=FUEX2 - Tapping length = thread dia. X2

8



.Z_' (_jaz‘y b ”uI,ﬁE Machining Technique

1= @PF7UNI& ORL @r70—F G©HRUMI ©UU—R @FET
Start EHEOINT Reverse Approach Threading Release Remove
Drilling &
chamfering

ad£| pijos

v
U
\y
[
4
e
7

® @O® ' @
i RUJVER T RN T & 1T TEZ@#MABMICT ~2 ANUAIVEIBEITRUTID 754 ZMIT(BELTL) TEFIROBDLEXT
WELCETDUHERAL  EuFHEs. RIED STEETNECH-TIAGTEHICIU—K  Ranih 3=t

n
OROEROMIZFVET.  AUEOMIRCERD HHARICED) &FVET. PIO—FEAUA  SNNIERTLE BB
COR, RUMIIERIF B HEDT— T ICFiHUIE JLEIEIZITWIED SR ZICHI DA H7EDIN LA ED EE%
UILEBR DD FHICIE L WEKDICTBEHTT, E.MIMEOE CTEMTI, Flc. CORFCTIR K3
BoTVBIcH. FAREC RIBEMIRS. TE  RULOAEBOYIHET SIS, MIanzn s
FFHLELA. DEDHEFCEDELE  UICEFRUESBCHED UBHTEET, xR

bE,

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.

. COYIHIRAEERG. KBEEHERZERT2EEDHD

—_

D R'PNAC ° DR'O'PNAC tﬂﬁu%‘*aﬁﬁ Cutting Conditions

-Ea-o
Hal KUJL
o Internal Threads Drills 2. XTI ILBEICE., KAEIEIRBEERTET B
Work Materia UHiRE &bE  ADE 3.7—JOBIMERER. FrysOBCKoTRYIEIREE
(m/min) (mm/t) (mm/rev) EZANERSDET,
&= L3 FC [50~1200.02~0.04 4. AU TESHEWVNSS. ASHEYFORUENTI3EE(E.

Cast Iron

5 5 5 4 L & % INEHDEDEZEEL. HEICHFTINTUTTEL,
Ductile Cast Iron FCD 150~1000.02~004 0.1 ~02| 5 1T j=i5haUH T —/ o TED ' —IDADHEL

7 W Asl =5 ;(Iﬁ\ f:.-; R [ |80~200 10.02~0.05] 0.1 ~02 Bal%. L07Y M LFNT) ZEMLTTFEL,

| AuminumAlloyx | 6. 2—)\—TS52y RTRUJLDTID L FHEFED P T VESE.

VRN NN RN <si13% |80~200 | 0.02~0.05] 0.1 ~0.2 25 wIEDELT TS,

Aluminum Alloy Casting

2 ZIL=S— =
iljnﬁ&iltﬁj;t{kg}ﬁ)ggsgn? 25i13% |80~200 |0.02~0.04| 0.05 ~0.1 1. The indicated speeds and feeds are for water soluble oil.
P 2. Water-soluble oil is not suitable for tapping magnesium alloy.
2 o
X zaj;e-s/iuZAﬁ:Easﬁtif A Mc |80~200 |0.02~005|0.1 ~0.2 3. Please adjust the cutting conditions depending on the rigidity of
machine, tool holders, and workpiece clamping.

A 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,

= 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=ILELEICIEDR-O-PNACEHRLET,

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

RUERDEL DA VY — FMOIERDRT « [CRD TSI EDEREF/\A TOTS Ry bAOv S

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

.CD ADZDRU TEEFENEDDH ? —_ - -
QQ.Wh:\ thre.a?-c:tl:ing tool is:tableﬁt&; sp%cii?i,c‘]th%read size? t n J b EEHIEE BBUIE( T:.mlh E\
Q. ZDA VY— MITDIRT « [CERD I ATHEIE DD ? U TEREEREZZSEBETEL.

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

Q- %E%EE5¢3IIEEE’\“I;‘L\L\QD\ 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 - RUYAXEEYITvIT D,

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

SRl Y A2 TILFRAV K™ Multi-point IVT)RA K Single-point
Tiniees] S B /P — N Insert JERT A Tool Body ‘ Y — BNinsert
M 30 ~M 37 TMC25-5 124/004 513.5ISOTM 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 = IS Da8-22.3U 3UIDEGOTM
M 58 ~ TM2C32-5 513.5I1SOTM2
M 62 ~ TM6SC D56-22-3U 3UIDE60 TM
LEDOHHNSRUIITRE 2mmHIINITAEERFRT « ZHKDIAD,
In the identified items, look for bodies that can be used for cutting 82 mm of tapping length.
ks — Ry = o X%
MIAEETR = RUITRE+ (EvyFX157)< @
Appropriate tool = Tapping length + (Pitch x 1.5) < @
@0Lix: - VILFERALY PDIFES wutipoint E MR (LV)
@i ’J“Jﬁllﬁﬁ(‘/ I"a)i%e Single-point : EsitﬂuIE (LU)
) M56% 3.5, # 82 I o P _8 2
. "
RUITRE2mMmODIZE mm (t Ja:x1'5 ) 7' smm
Example : M56X 3.5, tapping length = 82mm t
3.5mmX1.5P
H¥EMRUILTREZRIRT DI DEMIEIET Y, ITICHDEFAETEL,
These are recommended values to ensure effective tapping length. Please make adjustment depending on the cutting condition.
= =1 w . gy -
SRELDETFTR/ERXIMIED87.25mmEl EDRT 1 &R DIAD
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 Designation ‘ BETRwW [FEU Designation ‘ BAINTE w MIAEETEIRERD I 7—INICK>TELED o,
TMC25-5 124/004 40 TIM2SC 18C23-86-2U 86 BFHBEOT7—INEGDETTHRITEL,
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

ljj [ET[EET] BEHALRR » ThreadPro

Data entry screen

I Peaay L 3|qexapu

8
M Custom { Metric )

b
%
S
1]
3
<
f
7

IIWNFOUT
IR |

Enter information via
dropdown list!

*ﬁi%ﬂz% S ThreadPro
Py l=]
Search results S e A=} jEDP
.. HY-PROF Single Foint  TM5SC D48-22-30 3UIDESOTM
. HY-PROF Single Point  TM45C D42-16-30 3UIDESOTM E? % I E E
.. HY-PROPMultiPoint  TMLC32-5 513.5150TMZ 44 )
.. HY-PROP Single Point ~ TM35C 28C36-144-3U0  3UIDESOTM

3 - \Ea2
.. HYPROP Single Point ~ TM45C 25C31-1152U0  2UIDCE0TM ﬂﬁ H% (g]& !

.. HY-PROPMuliPoint  TMLC25-5 5[3.51S0TM2 ) -
.. HYPROP Single Point ~ TM35C 20C26-105-20  2UIDCE0TM Tool selection donein a
split second!

Bl EDF 1 TDITEZEENELN?

Example: What type of tool should | choose?

MIRBECENICH Ot TEZ BBV TS,

Choose a tool that suits your work environment and purpose.

| BYILFRLY b | D) |V 16 72 W 8 ) Vel (DR 2
Multi-point | Single-point (Straight Shank)

s NUI—-Y3avVhEE * ZARI FEOKERUICRE
° %mn Ua‘jmﬁﬁg « Suitable for large diameter threads, such as eyebolts.

« Many variations

- Suitable for pipe threads can be cut - 1RO VY — NTEHOE y FOIMINEEE
- MDA VY — T30 —FERTTRE

- BHOA VY — MR CTHEEMNINEEE

- BHURSZMIICEDE DI EHAlEE

« One type of insert can cut different pitches

- IROA Y — MIEHOWLN
BB ILES DI I HEIRE
- HRL - BRUFEA

« Asingle piece of insert has multiple crests to . Threg corners per i“§ETt . i .
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 190"3'4 XEUIrE:iEEi Tool Selection Guide by Screw Size

)( - I‘ulan Um Metric screw thread (internal)

TILFRAV K Multi-point

YVIILRAL T Single-point

SR A X
Jlisachize TBRVRT A Tool Body A P — S Insert SEVRT A Tool Body A P — S Insert

M 13 ~ TMC12-2, TMC20-2 210.5 IS0 TM2
W17~ TMC16-3 124/001 310.51S0TM2
TMNC16-3 310.51S0TM2
" 1o~ TM2C20-2 210.51S0TM2
TMC16-3 310.5 SO TM2
Po:3 M 21 ~ TMNC20-3 310.51S0TM2
M 22 ~ TMC20-3 310.51SOTM2
M 24 ~ TMLC25-3 310.5 S0 TM2
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 ISO TM2
M 29 ~ TM2C25-3 310.75 ISOTM2
M 52 ~ TMSH-D50-FMA25.4-3 310.75 ISO TM2
M 15 ~ TMC12-2. TMC20-2 211.01S0TM2
W o1e ~ TMC16-3 124/001 311.01S0TM2
TMNC16-3 311.01SOTM2
TM2C20-2 211.01S0T™M2
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
P M 29 ~ TM2C25-3 311.01SOTM2
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-FMA25.4-3 311.01SOTM2
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 SO 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 ~ TM2C25-3 311.251SO TM2
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 ISO TM2
M105 ~ TMSH-D100-FMA31.75-5 511.25 ISO TM2
M130 ~ TMSH-D125-FMA38.1-5 511.25 ISOTM2
M 16 ~ TMC12-2. TMC20-2 211.51S0TM2
P15 " 20~ TMC16-3 124/001 311.51S0TM2
TMNC16-3 311.51S0TM2

KBENFIIRIFEEELEDE T,

% Blue characteres are special order items.
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a1 X

Thread Size

RIVFHRA -
JEILRT A Tool Body

Multi-point

B P — B insert

TVG)URAV K Single-point

JBFRT A Tool Body

BIA P — B insert

TM2C20-2 2115 ISOTM2
M 22~ T™MC16-3 311.51SOTM2
M 24 ~ TMNC20-3 311.51S0TM2
M 25 ~ TMC20-3 311.51S0TM2
M 26 ~ TM25C 18C23-86-2U 2UIDB60 T™
M 27 ~ TMLC25-3 311.51S0TM2
M 28 ~ TM3SC 20C26-105-2U 2UIDB60 TM
M 30 ~ TMC25-5 124/004 511.5 IS0 TM2
M 31 ~ TM2C25-3 311.51S0TM2
M 33 ~ TM4SC 25C31-115-2U 2UIDB60TM
M 35 ~ TMC25-5, TMLC25-5 511.5 SO TM2
M 39 ~ TM3SC 28C36-144-3U 3UIDB60TM
M 40 ~ TMC32-68 6B11.5 [SOTM2
P15 M 43 ~ TMC32-5. TMLC32-5. TMNC32-5 511.5 SO TM2
M 45 ~ TM4SC D42-16-3U 3UIDB60TM
M 48 ~ TM2C32-5 511.5 SO TM2
M 51 ~ TMC40-68 6B11.5 [SOTM2
M 52 ~ TM5SC D48-22-3U 3UIDB60TM
M 56 ~ TMSH-D50-FMA25.4-3 511.5 SO TM2
M 59 ~ TMLC42-68 6B11.5 [SOTM2
M 60 ~ TM6SC D56-22-3U 3UIDB60TM
M 69 ~ TMSH-D63-FMA25.4-5 511.5 SO TM2
TMSH-D80-FMA25.4-6B 6B11.5 [SOTM2
M 86 ~ TMSH-D80-FMA25.4-5 511.51SOTM2
M106 ~ TMSH-D100-FMA31.75-5 511.51S0TM2
M131 ~ TMSH-D125-FMA38.1-5 511.5 SO TM2
M 21 ~ TMC16-3 124/001. TMNC16-3 311.75 S0 TM2
M 23 ~ TMC16-3 311.75 SO TM2
M 25 ~ TMNC20-3 311.75 1SOTM2
M 26 ~ TMC20-3 311.75 ISOTM2
M 28 ~ TMLC25-3 311.75 SO TM2
M 31 ~ TMC25-5 124/004 511.75 1SOTM2
M 32 ~ TM2C25-3 311.75 ISOTM2
P1.75 M 36 ~ TMC25-5. TMLC25-5 511.75 ISOTM2
M 44 ~ TMC32-5, TMLC32-5. TMNC32-5 511.75 ISOTM2
M 49 ~ TM2C32-5 511.75 1SOTM2
M 57 ~ TMSH-D50-FMA25.4-3 311.75 1SOTM2
M 70 ~ TMSH-D63-FMA25.4-5 511.75 SO TM2
M 87 ~ TMSH-D80-FMA25.4-5 511.75 1SOTM2
M107 ~ TMSH-D100-FMA31.75-5 511.751S0 TM2
M132 ~ TMSH-D125-FMA38.1-5 511.75 ISOTM2
M 14 ~ M21 | TMC12-2. TMC20-2 212.0 1SO TM 028/004
M 22 ~ TMC16-3 124/001. TMNC16-3 312.01SOTM2
M 23 ~ TMC16-3 312.01S0TM2
M 25 ~ TMNC20-3 312.01S0TM2
M 26 ~ TMC20-3 312.01SOTM2 TM25C 18C23-86-2U 2UIDB60TM
M 28 ~ TMLC25-3 312.01S0TM2
M 29 ~ TM3SC 20C26-105-2U 2UIDB60 TM
M 32 ~ TMC25-5 124/004 512.0 [SOTM2
P2 M 33 ~ TM2C25-3 312.01S0TM2
M 34 ~ TM4SC 25C31-115-2U 2UIDB60TM
M 37 ~ TMC25-5. TMLC25-5 512.0 [SOTM2
M 39 ~ TM3SC 28C36-144-3U 3UIDB60TM
M 42 ~ TMC32-68 6B12.0 [SOTM2
M 44 ~ TMC32-5. TMLC32-5. TMNC32-5 512.01SOTM2
M 45 ~ TM4SC D42-16-3U 3UIDB60TM
M 50 ~ TM2C32°5 512.01SOTM2
M 52 ~ TM55C D48-22-3U 3UIDB60TM

HENFRIREEELLDET,

% Blue characteres are special order items.
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HY' PRO P 190"3'4 XEUIrE:iEEi Tool Selection Guide by Screw Size

N FROM

TILFRAV K Multi-point

YVGRAV ks Single-point

HISRALYA X
izete] S BISRT A Tool Body BIA P — B Insert JERVRT A Tool Body BINA P — B insert
M 53 ~ TMC40-6B 6B12.0 ISO TM2
M 57 ~ TMSH-D50-FMA25.4-3 312.01SOTM2
M 60 ~ TMLC42-6B 6B12.0 SO TM2 TM6SC D56-22-3U 3UIDB60TM
M 70 ~ TMSH-D63-FMA25.4-5 512.01SOTM2
P2 W oar ~ TMSH-D80-FMA25.4-6B 6B12.0 SO TM2
TMSH-D80-FMA25.4-5 512.0 ISOTM2
M107 ~ TMSH-D100-FMA31.75-5 512.01SOTM2
M132 ~ TMSH-D125-FMA38.1-5 512.01SOTM2
M 20 ~M 21 | TMC16-3 124/001 312.5 ISOTM 028/005
M 22 ~M 34 | TMC25-4 124/002 412.5 15O TM 028/006
M 27 ~ TM25C 18C23-86-2U 2UIDC60TM
M 30 ~ TM3SC 20C26-105-2U 2UIDC60TM
M 34 ~ TMC25-5 124/004 512.51SOTM2 TM4SC 25C31-115-2U 2UIDC60TM
M 40 ~ TMC25-5. TMLC25-5 512.51SOTM2 TM3SC 28C36-144-3U 3UIDE60TM
o2 M 46 ~ TM4SC D42-16-3U 3UIDE60TM
M 47 ~ TMC32-5. TMLC32-5. TMNC32-5 512.5 ISOTM2
M 52 ~ TM2C32-5 512.51SOTM2 TM5SC D48-22-3U 3UIDE60TM
M 60 ~ TM6SC D56-22-3U 3UIDE60TM
M 73 ~ TMSH-D63-FMA25.4-5 512.5 ISOTM2
M 90 ~ TMSH-D80-FMA25.4-5 512.51SOTM2
M110 ~ TMSH-D100-FMA31.75-5 512.51SOTM2
M135 ~ TMSH-D125-FMA38.1-5 512.5 ISOTM2
M 24 ~M 35 | TMC25-4 124/002 413.01SOTM 028/007
M 27~ TM25C 18C23-86-2U 2UIDC60 TM
M 30 ~ TM3SC 20C26-105-2U 2UIDC60TM
M 35 ~ TM4SC 25C31-115-2U 2UIDC60TM
M 36 ~M42 | TMC25-5.TMLC25-5 513.0 SO TM 028/009
M 37 ~ TMC25-5 124/004 513.01SOTM2
M 41 ~ TM3SC 28C36-144-3U 3UIDE60TM
M 42 ~ TMC25-5. TMLC25-5 513.01SOTM2
M 47 ~ TMC32-6B 6B13.0 SO TM2
M 48 ~ TM4SC D42-16-3U 3UIDE60TM
3 M 50 ~ TMC32-5. TMLC32-5, TMNC32-5 513.01SOTM2
M 52 ~ TM5SC D48-22-3U 3UIDE60TM
M 55 ~ TM2C32-5 513.01SOTM2
M 58 ~ TMC40-6B. TMLC42-6B 6B13.0 SO TM2
M 60 ~ TM6SC D56-22-3U 3UIDE60TM
M 75 ~ TMSH-D63-FMA25.4-5 513.01SOTM2
W oor — TMSH-D80-FMA25.4-6B 6B13.01SOTM2
TMSH-D80-FMA25.4-5 513.01SOTM2
M112 ~ TMSH-D100-FMA31.75-5 513.01SOTM2
M137 ~ TMSH-D125-FMA38.1-5 513.01SOTM2
TM25C 18C23-86-2U 2UIDC60TM
M 30 ~ TM3SC 20C26-105-2U 2UIDC60 TM
M 30 ~M 37 |TMC25-5 124/004 513.51SO TM 028/008
M 36 ~ TMA4SC 25C31-115-2U 2UIDC60TM
M 41 ~ TMC25-5 124/004 513.51SOTM2
M 42 ~ TM3SC 28C36-144-3U 3UIDE60TM
o3 M 46 ~ TMC25-5, TMLC25-5 513.51SOTM2
M 48 ~ TM4SC D42-16-3U 3UIDE60TM
M 53 ~ TMC32-5. TMLC32-5, TMNC32-5 513.51SOTM2
M 54 ~ TM5SC D48-22-3U 3UIDE60TM
M 58 ~ TM2C32-5 513.51SOTM2
M 62 ~ TM6SC D56-22-3U 3UIDE60TM
M 77 ~ TMSH-D63-FMA25.4-5 513.51SOTM2
M 94 ~ TMSH-D80-FMA25.4-5 513.51SOTM2

KBENFIFREEELELDETT,

% Blue characteres are special order items.
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TILFRAV L Multi-point
B P — B insert

TVG)URAV K Single-point
TSR T A Tool Body BIHA P — N insert

a1 X

Thread Size BISRT A Tool Body

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 A 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 ISOTM2 $ =
M 55 ~ TM5SC D48-22-3U 3UIDH60 TM :
P4 M 56 ~ TMC32-5. TMLC32-5. TMNC32-5 514.01SOTM2 7
M 60 ~ TMC40-6B 6BI 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 ISOTM2
M 95 ~ TMSH-D80-FMA25.4-5 514.01SOTM2
M115 ~ TMSH-D100-FMA31.75-5 514.01SOTM2
M140 ~ TMSH-D125-FMA38.1-5 514.01S0 TM2
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 6BI 4.5 ISOTM2
TMC32-5. TMLC32-5. TMNC32-5 514.51SOTM2
M 60 ~ TMC40-6B 6B1 4.5 1SOTM2
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 6B1 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 6B1 5.0 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 ISOTM2
TM3SC 28C36-144-3U 3UIDH60TM
M 56 ~ TMC32-6B 6B1 5.5 SO TM2 TM4SC D42-16-3U 3UIDH60TM
TM5SC D48-22-3U 3UIDH60TM
P5.5 M 60 ~ TMC40-6B 6BI 5.5 ISOTM2
M 63 ~ TM6SC D56-22-3U 3UIDH60TM
M 74 ~ TMLC42-6B 6BI 5.5 ISOTM2
M101 ~ TMSH-D80-FMA25.4-6B 6BI 5.5 ISOTM2
TM3SC 28C36-144-3U 3UIDH60TM
M 64 ~ TMC32-6B. TMC40-6B 6BI 6.0 1SO TM2 TM4SC 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 190"3'4 XEUIrE:iEEi Tool Selection Guide by Screw Size

1: 7 7 ’r UJ#Q Um Unified screw thread (internal)

1L HERCHAZ TILFRAV K Multi-point JVIILRAL T Single-point
w2 licchic JBRVRT A Tool Body B P — S Insert BIGHIRT A Tool Body B P — B Insert
43 2 ~ TMC12-2,TMC20-2 2148 UNTM2
% ~ TM2C20-2 2148 UNTM2
%6 ~ TMC12-2,TMC20-2 2132 UNTM2
h ~ a3 124001 3132 UNTM2
TM2C20-2 2132 UNTM2
32 i T™MC16-3 3132 UNTM2
o ~ TMNC20-3. TMC20-3 3132 UNTM2
1 ~ TMLC25-3 3I132UNTM2
1 %~ TM2C25-3 3I132UNTM2
Yis ~ TMC12-2, TMC20-2 2128 UNTM2
% ~ $m€c61_63-;24/ 001 3128 UNTM2
s TM2C20-2 2128 UNTM2
28 TMC16-3 3128 UNTM2
s ~ TMNC20-3 3128 UNTM2
15he ~ TMC20-3 3128 UNTM2
1 == TMLC25-3 3128 UN TM2
1 %6 ~ TM2C25-3 3128 UNTM2
%6 ~ TMC12-2, TMC20-2 2124 UNTM2
% ~ $ME1CG163; 24/001 3124 UNTM2
_ TM2C20-2 2124 UNTM2
TMC16-3 3124 UNTM2
s ~ TMNC20-3 3124 UNTM2
” 15he ~ TMC20-3 3124 UNTM2
1 ~ TMLC25-3 3124 UNTM2
1 %~ TMC25-5 124/004 5124 UNTM2
1 %6 ~ TM2C25-3 3124 UNTM2
1 %6 ~ TMC25-5, TMLC25-5 5124 UNTM2
1 %~ mﬁg—zs_\sTMLcsz-s 5124 UNTM2
1 %~ TM2C32-5 5124 UNTM2
Y ~ TMC12-2,TMC20-2 2120 UNTM2
e ~ e 12a/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 e TM2C25-3 3120 UNTM2
TMC25-5 124/004 5120 UNTM2
1 %~ TMC25-5, TMLC25-5 5120 UNTM2
1 %~ Imﬁgzs_},TMLcsz-s 5120 UNTM2
1 7%~ TM2C32-5 5120 UNTM2
e ~ TMC12-2,TMC20-2 2I 18 UNTM2
o ~ a3 124001 3118 UNTM2
Yo TM2C20-2 2I 18 UNTM2
TMC16-3 3118 UNTM2
18 5he ~ TMNC20-3 3118 UNTM2
1 ~ TMC20-3 3118 UNTM2
1 Yie ~ TMLC25-3 3118 UNTM2
1 %6 ~ TMC25-5 124/004 5118 UNTM2
1 Y~ TM2C25-3 3118 UNTM2
1 %~ TMC25-5, TMLC25-5 5118 UNTM2
KEXNFFZFEELLEDET, % Blue characteres are special order items. m
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ALY X RILFRAV K Multi-point IVG)URAV K Single-point

Thread Size BT A Tool Body BISA Y — N insert BV T A Tool Body BISA Y — N insert
18 16 ~ mﬁsczs-zs:sTMLcn-s 5118 UNTM2
2~ TM2C32-5 5118 UNTM2
e ~ TMC12-2. TMC20-2 2116 UNTM2
3o ~ T 124/001 3116 UNTM2 z‘% 5
TM2C20-2 2116 UNTM2 2= 2
8 ~ Ko
TMC16-3 3116 UNTM2 me
%6 ~ TMNC20-3 3116 UNTM2 =
1~ TMC20-3 3116 UNTM2 TM2SC 18C23-86-2U 2UIDB60 TM 58
1 %o ~ TMLC25-3 3116 UNTM2 1=
1 %~ TM3SC 20C26-105-2U 2UIDB60 TM -5
16 1 %6 ~ TMC25-5 124/004 5116 UNTM2
1 %~ TM2C25-3 3116 UNTM2
1 %~ TM4SC 25C31-115-2U 2UIDB60 TM
1 % ~ TMC25-5. TMLC25-5 5116 UNTM2
1 %6 ~ TM3SC 28C36-144-3U 3UIDB60TM
11%e ~ mﬁizs-zs,:sTMLcsz-s 5116 UNTM2
1 %~ TM45C D42-16-3U 3UIDB60TM
1% ~ TM2C32-5 5116 UNTM2
2 ~ TM5SC D48-22-3U 3UIDB60 TM
2 %~ TM6SC D56-22-3U 3UIDB60TM
e ~ TMC12-2, TMC20-2 2114 UNTM2
% ~ mg’cﬁ':_;z‘” 001 3114 UNTM2
o 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 2UIDB60 TM
. TM2C25-3 3114 UNTM2
14 TMC25-5 124/004 5114 UNTM2
1 %~ TM4SC 25C31-115-2U 2UIDB60 TM
1 % ~ TMC25-5. TMLC25-5 5114 UNTM2
1 %~ TM3SC 28C36-144-3U 3UIDB60 TM
1%~ Tz, TMLC32S 5114 UNTM2 TM4SC D42-16-3U 3UIDB60TM
1% ~ TM2C32-5 5114 UNTM2
~ TM5SC D48-22-3U 3UIDB60TM
2 %~ TM6SC D56-22-3U 3UIDB60 TM
%~ T 1240001 3113 UNTM2
%6 ~ TMC16-3 3113 UNTM2
1~ TMNC20-3 3113 UNTM2
1 Yie ~ 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 %~ a2 s, MLz 5113 UNTM2
2 ~ TM2C32-5 5113 UNTM2
”h~ T3 1240001 3112UNTM2
196 ~ TMC16-3 3112 UNTM2
12 1~ TMNC20-3 3112UNTM2
1 Y ~ TMC20-3 3112 UNTM2 TM25C 18C23-86-2U 2UIDB60 TM
1 %~ TMLC25-3 3112 UNTM2
HENFIFRFEELLEDTT, % Blue characteres are special order items. m
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HY' PRO P 190"3'4 XEUIrE:iEEi Tool Selection Guide by Screw Size

N FROM

1L R LHA X TILFRAV K Multi-point TVG)RAV K Single-point
w2k Thread Size TR T A Tool Body BEIHA Y — N insert BT A Tool Body BEISA Y — N insert
1 %6 ~ TM3SC 20C26-105-2U 2UIDB60 TM
1 %~ 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 %~ mﬁscza-zsgmcsz-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
% ~ mﬁ‘cﬁz;z‘” o8 3111.5 UNTM2
1546 ~ TMC16-3 3111.5 UNTM2
1 Yhe ~ TMNC20-3, TMC20-3 3111.5 UNTM2
1 %6 ~ TMLC25-3 3111.5 UNTM2
1.5 1 %~ TMC25-5 124/004 5111.5 UNTM2
1 %6 ~ TM2C25-3 3111.5 UNTM2
1 %~ TMC25-5, TMLC25-5 5111.5 UNTM2
1136 ~ 2o, ez 5111.5 UNTM2
2~ TM2C32-5 5111.5 UNTM2
1 %~ TMC25-5 124/004 5111 UNTM2
1 %~ TMC25-5, TMLC25-5 5111 UNTM2
" 1 %6 ~ mﬁg—zs_\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 %~ TM4SC 25C31-115-2U 2UIDC60 TM
1 %6 ~ TMC25-5, TMLC25-5 5110 UNTM2
10 1 %~ TM3SC 28C36-144-3U 3UIDE60 TM
1 %~ mﬁscé-;;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 Y~ TM6SC D56-22-3U 3UIDE60 TM
1 %~ TMC25-5 124/004 519 UNTM2
116 ~ TMC25-5, TMLC25-5 519 UNTM2
° 2~ TS, Mz 519 UNTM2
2 e ~ TM2C32-5 519 UNTM2
1 The ~ 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%he ~ TMC25-5, TMLC25-5 518 UNTM2
11%6 ~ TMA4SC D42-16-3U 3UIDE60 TM
2~ mﬁsczs-zs_\sTMLcsz-s 518 UNTM2
2 Yo~ TM5SC D48-22-3U 3UIDE60 TM
2 e ~ TM2C32-5 518 UNTM2
2 %~ TM6SC D56-22-3U 3UIDE60 TM
KENFFZFEELLEDETT, % Blue characteres are special order items. m
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L WisRLYA X RILFIRAV K Multi-point IUGIViRA Vs Single-point

b i) iz BIGHRT A Tool Body B Y — B insert JERVRT A« Tool Body B Y — B insert
1 %~ TM2SC 18C23-86-2U 2UIDC60 TM
1 Va~ TM3SC 20C26-105-2U 2UIDC60 TM
1 %~ TMC25-5 124/004 517 UNTM2
7 11%e ~ TMC25-5, TMLC25-5 517 UNTM2 b
2 %~ ThCa2 s, mezs 517 UNTM2 %2
26 ~ TM2C32-5 517 UNTM2 3E o
. TM2SC 18C23-86-2U 2UIDC60 TM m E
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 ’( =
1156 ~ TMA4SC D42-16-3U 3UIDH60 TM J
2 == TMC25-5. TMLC25-5 516 UNTM2
6 2 Yo~ TM5SC D48-22-3U 3UIDH60 TM
2 %6 ~ TMC32-6B 6BI 6 UNTM2
2 Y~ mﬁgf_‘sTMLcn-s 516 UNTM2
2 e ~ TM2C32-5 516 UNTM2
2 ¥~ TMC40-6B 6BI 6 UN TM2
2 o~ TM6SC D56-22-3U 3UIDH60 TM
2 %6 ~ TMLC42-6B 6BI 6 UN TM2
1 %~ TM3SC 28C36-144-3U 3UIDH60 TM
1 7%~ TMC32-6B 6BI 5 UN TM2
1% ~ TMA4SC D42-16-3U 3UIDH60 TM
5 2 Y6 ~ TM5SC D48-22-3U 3UIDH60 TM
2 %he ~ TMC40-6B 6BI 5 UN TM2
2 Yo~ TM6SC D56-22-3U 3UIDH60 TM
2 %~ TMLC42-6B 6BI 5 UNTM2
2 _ TMC32-6B 6BI 4.5 UNTM2 TM3SC 28C36-144-3U 3UIDH60 TM
TM4SC D42-16-3U 3UIDH60 TM
s 2 %~ TMLC42-6B 6BI 4.5 UN TM2 TM5SC D48-22-3U 3UIDH60 TM
2 ¥~ TMC40-6B 6BI 4.5 UN TM2
11%6 ~ TMLC42-6B 6BI 4.5 UN TM2
2 Yo~ TM6SC D56-22-3U 3UIDH60 TM
2 Yhe ~ TMLC42-6B 6BI 4 UNTM2
TMC32-6B. TMC40-6B 6BI 4 UN TM2 TM3SC 28C36-144-3U 3UIDH60 TM
4 2 Yam TM4SC D42-16-3U 3UIDH60 TM
TM5SC D48-22-3U 3UIDH60 TM
TM6SC D56-22-3U 3UIDH60 TM
MBNFIFZFEEELDED, % Blue characteres are special order items.



iNTFa ANL— I*’JV“JQ’T?GJH?U%E%-%% Designation (Straight Shank Body, Multi-point)
TMNC20-3LH
|

WRF1T ZLIWK—ILOEER I+ IE ERATES TV - X nIB|meA7
Shape Type Oil hole Shank Size Insert Size Type
b |\ UEEIAT FAIWK=IVE| 3o (M TGS 1/ -MZ |4 Y~ MNAEHE i
173;2'2 Non | Standard, 1 Insert ‘ c Internallc\oolant ;‘\:'(;(it Insert Size No?- Insert Size | Inscribed Circle Non ﬁﬂﬁ%mﬂﬁ?‘q
DRk L |[MWI0YI51T | (RTCTT) P12~42 2 ' | 635 mm | | qoape | RiONtHand
Long Nfﬂ(\, 1Insert All sizes are with <4, 3 EA] 0 mm
Thread Milling 2 2?&%%52%947 Cilhele Shank Sizes: 14" .
with 2 Inserts 4 %) 127 mm -
. ?12t042 5o LH | EBFRRT <
N | TERERT—/ (LA 5 %8 15.875mm Left Hand
for Taper Pipe Threads 6B 3'B 19.05 mm

, \4 jn j;*‘y th ‘y g 7}[1?7'-:4y h HY-PRO Planet Cutter Multi-point

HY-PRO P

PNTCYILFRILV b
[ | TMCI"’\?"( (1*&% ’%iﬁg‘fj) TMC Body (with 1 insert- Standard)

% A

SPEED
FEED
P65 | (Eim) P.46~P.53
2019ﬂ51Oﬁdiblﬂﬁﬁ"kﬂ"\‘f‘“‘f@@.b“‘gﬁ(f_UD?? The color of the tool body will change sequentially from October 2019 %{ﬁmm Unit:mm
Y—JUNo. 126 (- MHMAEE 2R B MR DA =] 2 1= IRAEfHA
EDP No. Designation Insert Size No. LF LU DCON DN DC Stock (Yen)
7710112 TMC12-2 70 12 12 37,000
7710132 TMC20-2 2 8.9 11.5 40,900
85 20 20
7710232 TMC20-2LH 40,900
7710023 TMC16-3 124/001 91 20.5 16 12.2 15.5 51,400
7710123 TMC16-3 3 920 22 16 13.6 17 40,700
7710133 TMC20-3 95 43 20 16.6 20 c 44,700
7710044 TMC25-4 124/002 4 88 30 25 134 18 64,100
7710045 TMC25-5 124/004 98 40 19 25 64,100
7710145 TMC25-5 25 51,400
5 110 52 24 30
7710245 TMC25-5LH 51,400
7710155 TMC32-5 120 58 32 31 37 58,600
7710156 TMC32-6B 6B 115 53 32 27 35 58,000
- TMC40-6B 135 63 40 38 46 * -
C=1Z#7EER * =5 F4FE C=Standard stockitem s =Special order items
- PAOVDEHBIFP.5~6ZCETEL, - See p.5 ~6 for explanation of icons.
« LHRF DERMRICDVTIEPA4ZSIR TS, - 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
BRUNCTOTSLERY 7 [ThreadPro(RLw RZ70O) | TD “Tool Selection Guide by Screw Size” on p.33 ~ or utilize our
BETERFRERZCSE T, NC code generator software“ThreadPro” to automatically select
+ ThreadPro@/\R &1 FIF[ILFED | ZEIRTE L the best option available.

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

8



l \4 jon ji*‘y hjj ‘y g 7} lla"ﬂ-:’f y h HY-PRO Planet Cutter Multi-point

HY-PRO P

PNTCRILFRLV b
. TMLCW‘;’{C‘&” ° D“Jaﬁ""f?") TMLC Body (with 1 insert- Long)

LU 4‘
8
e - — et e R 8 ﬂ 5
o %8
8 X5
LF s
WS
58
A1 e
5=
P65 | (imy P.46~P.53
2019&10%&0"@;%/ :?40)@73*@%[:7&0&? The color of the tool body will change sequentially from October 2019 ﬁ{ﬁ'mm Unit:mm
FU A - AEE ESS3 B MR IeIOR =63 sz 1EE IRAESH4%
EDP No. Designation Insert Size No. LF LU DCON DN DC Stock (Yen)
7710343 TMLC25-3 3 125 25 25 18.6 22 63,100
7710345 TMLC25-5 s 150 92 25 24 30 c 63,100
7710355 TMLC32-5 160 98 32 31 37 73,000
7710366 TMLC42-6B 6B 200 80 42 45 53 115,000
C=1Z#7£ iR C=Standard stock item
c PAIVDFHRAIFP.5~6ZCE T, - See p.5 ~6 for explanation of icons.
- AVY—hEDEFEDEIF. [TEEERP33~)] - To use in combination with a insert, please refer to the
BRUNCTOTSLERY T [ThreadPro(RLw R70O) | TD “Tool Selection Guide by Screw Size” on p.33 ~ or utilize our
BETERFRBREZECSER T, NC code generator software “ThreadPro” to automatically select

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

BERT « R EDEE R Precautions for using normal body

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

posid @



’ \'f 70D 75*‘y I\jJ ‘y 9 7}[’?#:4) h HY-PRO Planet Cutter Multi-point

HY-PRO P

PNTCVILFKRLV b

- TMZCW\‘;‘(ZWE 'Eﬂb*g’f j) TM2C Body (with 2 inserts- High-efficiency)

B -
P
a g
(@]
[m]
SPEED
FEED
P65 25 P.46~P.53
201 QE.I OH d: D"'E;’Xﬁ?‘{ oéb‘gﬁl:’g D i? The color of the tool body will change sequentially from October 2019 g{ﬁ.mm Unit:mm
Y—JUNo. 20 I9-M 255 =R BR DAL BE Sz TE TRAEAAS
EDP No. Designation Insert Size No. LF LU DCON DN DC Stock (Yen)
7710532 TM2C20-2 2 85 20 20 14.4 17 59,600
7710543 TM2C25-3 3 100 43 25 225 26 C 75,200
7710555 TM2C32-5 5 120 45 32 36 42 86,400

C=1Z#£7EEEf C=Standard stock item

. TMNCW\?"((‘IWE 'Eﬁﬁv_'—l \"hlﬁﬁ) TMNC Body (with 1 insert- for Taper pipe threads)

/

'

T

A\
N\

LS
LF
ED
FEED IN
pes | iy P46~P.53
2019ﬂ£1 0H$Dllﬁ;ﬂﬁ?‘4 @éb‘gﬁlcjgbgg- The color of the tool body will change sequentially from October 2019 g{ﬁ'mm Unit:mm
19-M2ES 2R BR JvIOR | YvVIR BE Sz TE TRAEAAS
EDP No. Designation Insert Size No. LF LU DCON LS DN DC Stock (Yen)
7710723 TMNC16-3 90 22 16 48 125 15.5 40,700
7710823 TMNC16-3LH 3 90 22 16 48 12.5 15.5 c 40,700
7710733 TMNC20-3 85 23 20 50.9 15 19 44,700
7710833 TMNC20-3LH 85 23 20 50.9 15 19 44,700
- TMNC32-5 -
5 120 58 32 60.3 31 37 *
= TMNC32-5LH =

s PAIVDEHRBIFP.S~6FETE TSI,

- LHRF 1 DFERICDVTIEPA4ESER TS,

AV —hEDEFEDERF. [TEZEERP33~)]
BELOUNCTOISLERY T b [ThreadPro(ALw RZO) | TD
BETERFHERECSE T,

- ThreadProM/\R &4 TIE[RILFED] ZBIRTEL,

CI2#EfEER *=5T4 % C=Standard stock item s =Special order items
- See p.5 ~6 for explanation of icons.
- For cautions of using LH Body : please refer to p.44
- To use in combination with a insert, 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.

8



.EBE': Parts

= 570U LoF
Screw Wrench
Y—JUNo. 224y R[LY«,X 2R* Y—JUNo. 224y
EDP No. Designation Thread Size OAL EDP No. Designation
7710902 SN2TM M2.6 X 0.45 59 7808205 T8-D(Torx8) A _
52
7710943 SN3T No.5-40UNC 9.5 v
7808207 T10-D(Torx10) i g
7710903 SN3TM No.5-40UNC 8 N §
7710904 SN4TM No.8-32UNC 10.7 7808209 |T20-D(Torx20) $ %‘
7710955 SA5TM | M5 x0.8 12.8 v
7808210 |T25-D(Torx25)
7710905 SN5TM M5 X0.8 15
7710907 SM7T M7 X1 15 7808212 T30-T(Torx30)

XER(FMEBZEZSHET, Overall Length includes screw head.

—ERA Y —MART 1 BERFDERF Precautions for selecting bodies for pipe inserts: =
ERA VY —BE ROXFH B2 (X, BV BELONFHHDED2EMEZF T,

R Y — N T ROXEL® S (U, BL) BEESBELE. 157 1 DFUDOKE HDEEC TER FEL,
[CLHORESHERT « ZBHEVTFEL, gecee

ERA VY- FCLOXFOHZEESHZEGE. KT « DIRTOKREICLHORESHH S,
LHRT ¢« ZHBENTEL,
A VY —RCHEHNDVTVD e . B—IRT 4TI /Y — he@EES &> TE
Ftho

- 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 A EDFEE AR Precautions for using LH body

- LHRF 1 (&, EBFRT 4TI,
RUZINT I DRF. EHIEEE CTHEVTEL,
BRU - ERUOESHIITTEEXT,

- The LH body is left-handed. To mill threads, operate the main shaft in reverse.
- The LH body can be used to mill both right and left-handed threads.

—BERT ¢ ERLDEE R Precautions for using normal body A°
BENT <& BBFRT1 T - g
‘BRU -ERUOEAHIMITEE T, LHRT ¢ EERT
- The normal body is right-handed. LH Body Normal Body

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

] (WA 7@@0%&%_%§ Designation (Bore Type Body, Multi-point)

.75-5

TMSH-DH
|

0O0-FMA31
|

|

D + DCX

ERATES VY- X

Insert Size
R_LHb -
5 FMAZ! . ATI-NHA T[N A=
ISAR o DCXY 1 X1, TTA4 A=) 7=\ InserthSize NtE).l.E InserthSize Inscribt?gﬂlfe;
K7 ILT #50~125 ¢ HbfFFRE
()13 z 7=I\R 3 3" 10 mm
=t T, DCON
Thread Milling DCX sizes: FMA type 5 %" 15.875mm
Bore Type @ 50to 125 face mill arbor
6B %"B 19.05 mm
, \4 jn 75*‘7 I\jJ ‘y 9 7}|/§7|-i,4y I\ HY-PRO Planet Cutter Multi-point
HY-PRO P
PNTCRILFRALV b DCX DCX
BD
.
I
KWW KWW

Bfil:mm Unit:mm

Y—JLNo. IH-MIIEE | SH2 TR &R T | FAR | T-IO5UTRIN FERE | RS
EDP No. Designation nenszehe| Dox | B0 KWW pcon| de (DOFMS| ° h |CBOP| 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 63| 6 1 M12 208,000
7710892 | TMSH-D63-FMA25.4-5 63| 57 4 208,000

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 231,000
7710894 | TMSH-D80-FMA25.4-6B 6B 80| 72 | 9.5(254 | 20 |54.8| 48 [12.5|26 63| 5 1 M12 231,000
7710895 | TMSH-D100-FMA31.75-5 s 100| 94 |12.7|31.75| 48 |73.8| 48 | — [323| 8 7 2 |MBA-M16 243,000
7710896 | TMSH-D125-FMA38.1-5 125119 159381 | 60 |98.8| 61 | — [38 |10 9 2 |MBA-M20 267,000
C=1Z#7EER C=Standard stock item
- PAOVDFHRIFP.5~6ZCETEL, - See p.5 ~6 for explanation of icons.
c FMABRID A RS V7 —INEED R THBEVTEL, - Please use with FMA type face mill arbor
AV —REDHEFEDEIE. [TEEERP.33 ~)] - To use in combination with a insert, please refer to the
BRUNCTOTSLERY T [ThreadPro(RLw R70) | TD “Tool Selection Guide by Screw Size” on p.33 ~ or utilize our
BETERFBERZCSE T, NC code generator software “ThreadPro” to automatically select
- ThreadProDJ/\R &1 T RILFIED | ZZIRTE L, the best option available.
- Please select “stairs” for the path type in ThreadPro.
.EBEI Parts
N % 5Tl LyF
4 Y — oA XS Screw Wrench
Insert Size No. Y—JUNo. FU el s 97 2R* Y—)UNo. 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)

XERIFMERF=d+E T, Overall Length includes screw head.
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4 29— b PC-CTI 0@0%&%—%&% Designation (Insert, Multi-point)

ISO TM 2
o

MIBLOESE
Applications Thread Type

19— M8

Insert

INIARGE| (AT A/I-PRBEE(C) || (U 150 | XohVRL e ALyb WA
Insert;ue No. In1s/ert"S|ze Insgrgb;d r(;:rr::e 3"_;\; TEFH rea BSPT ?g%tmj—__ )'\»ng . 77.: A 028/*** arﬁ 15’)'15(6 i‘;,s;%r)t type
3 3/: " 10' mm E External thread NPTF %&%é‘ﬁép;i /\:;;U m%“* (applying to corse pitch thread)
4 %" 127 mm U)\bb %E“:aﬁ?%ﬁﬁdmmmg Thread Milling MARO 28T H_
5 54" 15.875mm EI gﬁg?ﬁﬁ w Pafllel pipe tt\reads 2 for both 1 and 2 pieces 5'& §
68 | %'B | 19.05 mm applications UN | 372780, eads inserttype ZE
as
=
i; 3
i
o
o
l \4 7 D 7 E*W hjj “J 9 7} I/;m(y h HY-PRO Planet Cutter Multi-point 7
HY-PRO P
PC-CTIRILFKRAY b
IX— Hl:&bhl‘)ﬁﬂﬁ'“/"j— I‘ Inserts for Metric screw thread (internal)
Type 1 Type 2
Le Le 14— il REE HE
£ Tool Material Surface Treatment Features

Yoo
)-=-1

W WANVAY N R AR AE SRR AR 5 . —figs - FHEkE— MR
Y7\ \ VBX TiCN For general steel and cast ron
O O VX TIAIN 27U AE— KR

For stainless steel

VK2 m, BE/a—h~

Carbide non-coated

Yoo
)-=-1

)

|
Zol CARBIDE “riey B'I‘o:_v'-d»fy P.41~P45

Bl :mm Unit:mm

243 {9-M188 | EvF e | PEMOLE \RR5(T 8 watera IS
Designation Insert Size No. P No. of threads | Type VBX VTX VK2 (Yen)
21 0.5 ISOTM2 0.5 10 20 1 7711082 * * 10,500
21 0.75 I1SO TM2 0.75 10.5 14 1 7711092 * * 10,500
2I 1.0 ISOTM2 1 10 10 1 7711102 * % 8,880
21 1.25 ISO TM2 2 1.25 8.75 7 1 7711112 * * 8,880
21 1.5 ISOTM2 1.5 10.5 7 1 7711122 * * 8,880
21 2.0 ISOTM 028/004 2 10 5 1 7711542 * * 8,880
31 0.5 ISOTM2 0.5 15 30 1 7711083 * * 12,200
3I 0.75 I1SO TM2 0.75 15 20 1 7711093 * * 12,200
31 1.0 ISOTM2 1 15 15 1 7711103 * * 10,500
31 1.25 ISO TM2 1.25 15 12 1 7711113 * * 10,500
31 1.5 ISOTM2 } 1.5 15 10 1 7711123 * * 10,500
3I 1.75 ISO TM2 1.75 14 8 1 7711133 * * 10,500
31 2.0 ISOTM2 2 14 7 1 7711143 * * 10,500
31 2.5 ISOTM 028/005 2.5 12.5 5 2 7711553 * * 10,500
- FRALEDTERIFPATESSRE T, VBXDEEXDIEECCHRERERER) CHEDRT,  *=FF4E
- See p. 47 for precaution for use. Stock of VBK are categorized as C (Standard stock item). 3 =Special order items

| NEXT o



, \4 j’n ji*‘y th ‘y 9 7”19"7":‘() h HY-PRO Planet Cutter Multi-point

HY-PRO P

PC-CTIRILVFRLY

IX— Hll&b*a UFH(“J‘U’— h Inserts for Metric screw thread (internal)

Type 1 Type 2
Le Le A 29— iiE RELE B
- V' N N i IR MRS i Tool Material Surface Treatment Features :
O O VBX TCN | s mioto
vTX TAIN | e seet
— VK2 MU | S nomconted
g
— W )G
wad) P41~PA45
Bfi:mm Unit:mm
226y 1/9-M{TES | EvF Le FREOLE | FR51T HAHE marerial TR
Designation Insert Size No. P No.of threads | Type VBX VTX VK2 (Yen)

41 2.5 ISOTM 028/006 2.5 17.5 7 2 7711554 * * 15,000
41 3.0 ISOTM 028/007 4 3 18 6 2 7711564 * * 15,000
5I 1.0 ISOTM2 1 26 26 1 7711105 * * 19,800
51 1.25 I1SOTM2 1.25 25 20 1 7711115 * * 19,800
5I 1.5 ISOTM2 1.5 255 17 1 7711125 * * 19,800
51 1.75 ISOTM2 1.75 245 14 1 7711135 * * 19,800
51 2.0 ISOTM2 2 24 12 1 7711145 * * 19,800
51 2.5 ISOTM2 2.5 25 10 1 7711155 * * 19,800
5I 3.0 ISOTM2 3 24 8 1 7711165 * * 19,800
51 3.0 ISOTM 028/009 > 3 24 8 1 7711565 * * 19,800
5I 3.5 ISOTM2 35 245 7 1 7711175 * * 19,800
5I 3.5 ISOTM 028/008 3.5 24.5 7 1 7711575 * * 19,800
51 40 ISOTM2 4 24 6 1 7711185 * * 19,800
51 40 ISOTM 028/010 4 24 6 1 7711585 * * 19,800
51 45 ISOTM2 4.5 225 5 1 7711195 * * 19,800
51 45 ISOTM 028/011 4.5 225 5 1 7711595 * * 19,800

6BI 1.5 ISOTM2 1.5 36 24 1 7715456 * * 23,600

6BI 2.0 ISOTM2 2 36 18 1 7715466 * * 23,600

6BI 3.0 ISOTM2 3 36 12 1 7715476 * * 23,600

6BI 4.0 ISOTM2 6B 4 32 8 1 7715486 * * 23,600

6BI 4.5 ISOTM2 4.5 315 7 1 7715496 * * 23,600

6BI 5.0 ISOTM2 5 30 6 1 7715506 * * 23,600

6BI 5.5 ISOTM2 55 33 6 1 7715516 * * 23,600

6BI 6.0 ISOTM2 6 30 5 1 7715526 * * 23,600

IZ#EAM4E : 1fBdpfcD Listed price: per insert VBXDTEEX D FECCHRETER) EHDFT, *=F4FE

- PAIVDHBFP.5~6ZTE T,
- FE/QRB A VY — M X552, 3=5F

A VY —hA XEE54. 5. 6B =1{E
- T4 EOMEBHEDEF. TTEEER(P33~)]

BELOUNCTOISLERY 7 b [ThreadPro(ALw RZ70O) | TD

BB LTERFRERZCSR T,
- ThreadProMJ/\RA 51 F(&[RILFED | ZEIRTE L,

Stock of VBK are categorized as C (Standard stock item). % =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.
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HY-PRO P

PC-CTIRILFRAL Y b
IX— Nll3319l‘)ﬁﬂ‘f“/"i'— I‘ Inserts for Metric screw thread (external)

Y W VAN, e A P — MiE REWE BE
e g — AR .\ Tool Material Surface Treatment Features
A © 4 O oo | mon e @
— ik | man e BE
S ve | mL | BRSO %
T §E28 P41~P45 ,{g
B{I:mm Unit:mm 7"
(SH-NZRS | EvF Le IR HAHE Mareril I
Designation Insert Size No. P No. of threads VBX VTX VK2 (Yen)
2E 0.75 ISOTM2 0.75 10.5 14 7712092 * * 10,500
2E 1.0 ISOTM2 1 10 10 7712102 * * 8,880
2E 1.25 ISOTM2 2 1.25 10 8 7712112 * * 8,880
2E 1.5 [ISOTM2 1.5 9 6 7712122 * * 8,880
3E 0.75 ISOTM2 0.75 15 20 7712093 * % 12,200
3E 1.0 I1SO TM2 1 14 14 7712103 * * 10,500
3E 1.25 ISOTM2 1.25 15 12 7712113 * * 10,500
3E 1.5 I1SOTM2 3 1.5 15 10 7712123 * * 10,500
3E 1.75 ISOTM2 1.75 14 8 7712133 * * 10,500
3E 2.0 ISOTM2 2 14 7 7712143 * * 10,500
5E 1.0 ISOTM2 1 26 26 7712105 * * 19,800
5E 1.25 ISOTM2 1.25 25 20 7712115 * * 19,800
5E 1.5 ISOTM2 1.5 255 17 7712125 * * 19,800
5E 1.75 ISOTM2 1.75 24.5 14 7712135 * * 19,800
5 2.0 ISOTM2 2 24 12 7712145 * * 19,800
5E 2.5 [ISOTM2 > 2.5 25 10 7712155 * * 19,800
5E 3.0 ISOTM2 3 24 8 7712165 * * 19,800
5E 3.5 ISOTM2 3.5 24.5 7 7712175 * * 19,800
5E 4.0 ISOTM2 4 24 6 7712185 * * 19,800
5E 4.5 ISOTM2 4.5 22.5 5 7712195 * * 19,800
6BE 1.5 ISOTM2 1.5 36 24 7716456 * * 23,600
6BE 2.0 ISOTM2 2 36 18 7716466 * * 23,600
6BE 3.0 ISOTM2 3 36 12 7716476 * * 23,600
6BE 4.0 ISOTM2 4 32 8 7716486 * * 23,600
6BE 4.5 ISOTM2 o8 4.5 31.5 7 7716496 * * 23,600
6BE 5.0 ISOTM2 5 30 6 7716506 * * 23,600
6BE 5.5 ISOTM2 5.5 33 6 7716516 * * 23,600
6BE 6.0 ISOTM2 6 30 5 7716526 * * 23,600
- FRALEDTERIFPATECSSE T, VBXDEBRDFECCHRERBER) EIEDFRT, *=FERE
- See p. 47 for precaution for use. Stock of VBK are categorized as C (Standard stock item). s =Special order items

pocid ®



’ \4 j’n ji*‘y th ‘y 9 7}l/§7|-:4y h HY-PRO Planet Cutter Multi-point

HY-PRO P

PC-CTIRILVFRLY

IEFEEFﬁh UFH'f“J"J'— h(ﬁhb‘ ° U)n U*m) Inserts for straight pipe threads (external & internal)

Le
= e S A Y — Mg RELIE B
\ 7 \ Tool Material Surface Treatment Features
I ; —5 -
© VBX TiCN For general steel and cast iron
- ATV RE—HEE
VTX TiAIN For stainless steel
#BE/ -k
~—Bod VK2 ®U Carbide non-coated
L]
A% Triov \gE2) pa1~P4s
BFETRU Rp (PS) - G (PF) Bf:mm Unit:mm
y-NREE| L ||| TRMOUS| EART < BEHRU i i
Designation Insert Size No. TPI No. of threads Tool body Screw thread size VBX VTX VK2 (Yen)
2ET 19 W TM2 19 9.36 7 | TMC12-2,TMC20-2 38" 7713542 * * 7,390
2 TMC12-2,TMC20-2 | '»"
2EI 14 WTM2 14 9.07 5 g ¥/g" 7713572 * * 7,390
TM2C20-2 -
3EI 14 WTM2 14 |14.51 8 | TMC16-3,TMC20-3 3a", 78" 7713573 * * 8,670
3 TMC16-3,TMC20-3 | 1"
3ET 11 WTM2 11 13.85 6 1-Y8" 7713593 * * 8,670
5EI 11 WTM2 5 11 23.09 10 2" | 7713595 * * 16,600
TM2C32-5 =

a

HR (PT) * Rc (PT)

|
CARBIDE 1. P.41~P.45

VBXDEBRDFECCHRERRER) LIEDFT. *=RTEE

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

-%mj_'—l \on U‘FE{“J‘U'— h(il‘:‘hb‘-&bh U*ﬁ) Inserts for Taper pipe threads (external & internal)

Bfil:mm Unit:mm

H-MURES| g || | REmOL BRI 1 U i Vo] S
Designation Insert Size No. TPI No. of threads Tool body Screw thread size VBX VTX VK2 (Yen)
2E1 19 BSPTTM2 2 19 | 936| 7 | TMC12-2,TMC20-2, TMC20-2LH " 7713042 * * 7,390
TMNC16-3, TMNC16-3LH | 1", ¥a"
3E1 14 BSPTTM2 3 N I ey e T 7713073 * * 8,670
3EI 11 BSPTTM2 11 |13.85 6 | TMNC20-3, TMNC20-3LH | 1, 1-V4", 12" | 7713093 * * 8,670
TMC25-5 124/004 1-V4" ~4"
TMC25-5, TMC25-5LH, TMLC25-5 | 1-Ya" ~
5EI 11 BSPTTM2 5 11 123.09| 10 | TMC32-5 TMNC32-5, TMNC32-5LH | 1-%2" ~9" | 7713095 * * 16,600
TMLC32-5 15" ==
TM2C32-5 2" ~6"
VBXDEBRD S CCHRERER) EIEDET, *=TEE
Stock of VBK are categorized as C (Standard stock item). s =Special order items
c BNFRIREEELLEDFT, - Blue characteres are special order items.
- EALOTERFPSOZESE TS, - See p.50 for precaution for use.

- QUITREHBBLDEVEEF. FELESBUNCHERTRER

BENHDEI,

insert combination may be possible.

8

- When tapping length is shorter than Le, other options for body +




. NPT BfiI:mm Unit:mm

220) y-hAES| L | | IEEOLE BRRT 1 intell e 1S
Designation 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 * * 10,500
TMC16-3 124/001 %
3EI 1.5NPTTM2 | 3 115 [1325| 6 | IMNC20-3TMNC20-3LH | qn_pv 17713183 |  # s 10500 | &8
TMC25-5 124/004 \ 52
1-Va ®
TMC25-5, TMC25-5LH, TMLC25-5 38
TMC25-5 124/004 i% >
TMC25-5, TMC25-5LHTMLC2S-5 |, . Ig 8
TMC32-5, TMLC32-5 =
5EI 11.5 NPT TM2 5 115 | 243 11 TMNC32-5, TMNC32-5LH 7713285 * * 19,800 ;:E
TMC25-5 124/004
TM(C25-5, TMC25-5LH,TMLC25-5 2
TM2C32-5,TM(C32-5, TMLC32-5
TMNC32-5, TMNC32-5LH
TMC25-5 124/004 1o
5EI 8 NPT TM2 5 8 22.23 7 TMNC32-5, TMNC32-5LH 2-4"3" | 7713305 * * 19,800
VBXDIEEX D2 TCCHRETER) EI5DhFE T, %« =5F4FE  Stock of VBK are categorized as C (Standard stock item). s =Special order items
- BXFREZEEEELEDETT, - Blue characteres are special order items.
B NPTF Bfii:mm Unit:mm
243 fy-h(TEE| g | | VREoLN ERART 1 it L HAHE marerial 1
Designation Insert Size No. TPI No. of threads Tool body Screw thread size VBX VTX VK2 (Yen)
TMNC16-3, TMNC16-3LH " 3"
3EI 14 NPTFTM2 14 14.51 8 7713173 * * 10,500
3 %"
TMNC20-3, TMNC20-3LH
3EI 11.5NPTF TM2 11.5 | 13.25 6 1"~2" | 7713193 * * 10,500
TM(C25-5, TMC25-5LH, TMLC25-5 194"~
5EI 11.5 NPTF TM2 115 | 243 | 11 | TMC25-5124/004 7713295 % * 19,800
5 TMC32-5, TMLC32-5, TM2C32-5 2"
5EI 8 NPTFTM2 8 22.23 7 TMNC32-5, TMNC32-5LH | 2-%%"3" | 7713315 * * 19,800
1ZHEAH4S : 1f8d57zb Listed price: per insert VBXDHEER D (FETCCHREEER) EBEDFRT,  *=FEE
Stock of VBK are categorized as C (Standard stock item). 3 =Special order items
+ PAIVDFHRBIFP.5S~6ZCETEL, - See p.5 ~6 for explanation of icons.
- BXFRZFEEELEDET, - Blue characteres are special order items.
- LHRF 1 EROAERRICTDOVTIFPA4ZSIBT S, - For the LH Body : see p.44
- FE/ARBEW AU Y— M X552, 3=5(E - Order/packing unit : Insert Size No.2, 3=5 pieces
A VY- A XEES5=1E Insert Size No.5=1 piece
- ThreadProD/\ZA %A FF[RILFIED| ZZIRTE L, - Please select “stairs” for the path type in ThreadPro.
| ' yﬂ'— I“*ZE_% Type of Inserts
ME Material ‘ ﬁ § Features
Fvwwwwws — %8R - $FEKZE—HELE ror general steel and cast iron
- A TEE+ TICNO—F 0 >V
VBX Ultra-fine grain carbide and TiCN coating
- Mt RAE 1 & MEFE R ICEBN M E
Material with excellent chipping and wear resistance
ATV UZ%—;E“}:; For stainless steel
- BRI TFBE+ TIAINO—F > J
VTX Ultra-fine grain carbide and TiAIN coating
- M RAE S & TEFE S BN E
Material with excellent chipping and wear resistance
1{‘. pave _.'_ ,I-" #B8fE./ > J— b carbide non-coated
\Q VK2 TIVE DY LSRG, THE. T ASONTCEE
F For non-ferrous metals such as aluminum, heat-resistance alloy and
titanium alloy




’ \4 j’n ji*‘y th ‘y 9 7}l/§7|-:4y h HY-PRO Planet Cutter Multi-point

HY-PRO P

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

o o Le
VY'Y 1 A VY — MtiE REIE B
\—( Tool Material Surface Treatment Features
r . —f34R - BERKEE—HE
q @ VBX TiCN For general steel and cast i:;l
. ATV REHR
VTX TiAIN For stainless steel
#E/ -k
_ VK2 % v Carbide non-coated
—
=
T3

W0 Tron \EE21 pat1~P45

B{iI:mm Unit:mm

20 1Y-MAZRE | LM Lo RO HAHE Mareril S
Designation Insert Size No. TPI No. of threads VBX VTX VK2 (Yen)

2] 48 UNTM2 48 10.05 19 7711202 * * 10,500
21 40 UNTM2 40 10.16 16 7711212 * % 10,500
2l 32 UNTM2 32 10.32 13 7711222 * % 10,500
2] 28 UNTM2 28 9.98 11 7711232 * % 8,880
21 27 UNTM2 5 27 10.35 11 7711242 * % 8,880
2l 24 UNTM2 24 9.53 9 7711252 * % 8,880
2l 20 UNTM2 20 10.16 8 7711262 * % 8,880
2] 18 UNTM2 18 9.88 7 7711272 * % 8,880
2l 16 UNTM2 16 9.53 6 7711282 * % 8,880
2l 14 UNTM2 14 9.07 5 7711292 * % 8,880
31 40 UNTM2 40 14.61 23 7711193 * % 12,200
31 32 UN TM2 32 15.08 19 7711203 * % 12,200
31 28 UNTM2 28 14.51 16 7711213 * % 10,500
31 27 UNTM2 27 14.11 15 7711223 * % 10,500
31 24 UNTM2 24 14.82 14 7711233 * % 10,500
31 20 UNTM2 3 20 13.97 11 7711243 * % 10,500
31 18 UNTM2 18 14.11 10 7711253 * % 10,500
31 16 UNTM2 16 14.29 9 7711263 * % 10,500
31 14 UNTM2 14 14.51 8 7711273 * % 10,500
31 13 UNTM2 13 13.68 7 7711283 * % 10,500
31 12 UNTM2 12 14.82 7 7711293 * * 10,500
31 11.5 UNTM2 11.5 13.25 6 7711303 * % 10,500

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

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

+ PAIVDEBIFP.5~6ZTE T, - See p.5 ~6 for explanation of icons.

- FoE ) BEEN A VY — M XEES2. 3=5 - Order/packing unit:Insert Size No.2. 3=5 pieces

- RFrEDEHFEDEE. [TEEEXRP33~)] - To use in combination with bodys, please refer to the

BRIONCTOISLERY T [ThreadPro(ALw R7O) I TD “Tool Selection Guide by Screw Size” on p.33 ~ or utilize our
BETERREREZECSR T, NC code generator software “ThreadPro” to automatically select
+ ThreadPro@/\ A5 A FIF[RILFED | ZEIRTE L, the best option available.
- Please select “stairs” for the path type in ThreadPro.

8




B :mm Unit:mm

(224 AUY-MARES | L Le TEMOLE ik ] i
Designation Insert Size No. TPl No. of threads VBX VTX VK2 (Yen)
51 24 UNTM2 24 254 24 7711235 * * 19,800
5I 20 UNTM2 20 254 20 7711245 * * 19,800
51 18 UN TM2 18 254 18 7711255 * * 19,800
51 16 UNTM2 16 254 16 7711265 * * 19,800
51 14 UN TM2 14 254 14 7711275 * * 19,800
51 13 UN TM2 13 254 13 7711285 * * 19,800
51 12 UN TM2 12 254 12 7711295 * * 19,800
5 11.5 UNTM2 ° 11.5 243 11 7711315 * * 19,800
5 1 UN TM2 11 254 11 7711325 * * 19,800
51 10 UN TM2 10 254 10 7711335 * * 19,800
51 9 UN TM2 9 22.58 8 7711345 * * 19,800
51 8 UN TM2 8 22.23 7 7711305 * * 19,800
51 7 UNTM2 7 254 7 7711355 * * 19,800
51 6 UN TM2 6 254 6 7711365 * * 19,800
6BI 6 UNTM2 6 33.87 8 7715606 * * 23,600
6BI 5 UN TM2 5 30.48 6 7715616 * * 23,600
6BI 4.5 UNTM2 o8 4.5 33.87 6 7715626 * * 23,600
6BI 4 UNTM2 4 31.75 5 7715636 * * 23,600
IZHE(M4S  1{8dpf=b Listed price: per insert VBXDIEEX D FECCHRERER) EEDFRT, *=FEE

- PAAVDHBEFEP.5~6ETE TS,

- FE/ QBB AV Y— M X5ES5. 6B=11H

- RFcEDEFEDEIF. [TEREXRP33~)]
BELUNCTOTSLERY 7 [ThreadPro(RLw R70) ] TD
BRI TERRBERECSRE T,

- ThreadPro®/\Z 54 TF[RILFED | 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

)
%
b3
]
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53)

, \4 70D 75*‘y I\jJ ‘y 9 7}"?7I-:4y |\ HY-PRO Planet Cutter Multi-point

HY-PRO P

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

X . Le
U (©) vBx TN | s e
VTX TIAIN | R
VK2 U | St nomconted
om0 v 2 pat-~pas
Bfi:mm Unit:mm
2363 AY-MTES | g Lo RO HAHE Maveril 1S
Designation Insert Size No. Pl No. of threads VBX VTX VK2 (Yen)

2E 28 UNTM2 28 9.98 11 7712202 * * 8,880
2E 24 UNTM2 24 9.53 9 7712212 * * 8,880
2E 20 UNTM2 20 10.16 8 7712222 * s 8,880
2E 18 UNTM2 2 18 9.88 7 7712232 * s 8,880
2E 16 UNTM2 16 9.53 6 7712242 s s 8,880
2E 14 UNTM2 14 9.07 5 7712252 * * 8,880
3E 28 UNTM2 28 1451 16 7712203 s * 10,500
3E 27 UNTM2 27 14.11 15 7712213 * s 10,500
3E 24 UNTM2 24 14.82 14 7712223 * s 10,500
3E 20 UNTM2 20 13.97 11 7712233 * * 10,500
3E 18 UNTM2 3 18 14.11 10 7712243 * * 10,500
3E 16 UNTM2 16 14.29 7712253 * * 10,500
3E 14 UNTM2 14 1451 7712263 * s 10,500
3E 13 UNTM2 13 13.68 7 7712273 * s 10,500
3E 12 UNTM2 12 14.82 7 7712283 * * 10,500
5E 24 UNTM2 24 254 24 7712205 * * 19,800
5E 20 UNTM2 20 25.4 20 7712215 * s 19,800
5E 18 UNTM2 18 254 18 7712225 * s 19,800
5E 16 UNTM2 16 254 16 7712235 * * 19,800
5E 14 UNTM2 14 254 14 7712245 * * 19,800
5E 13 UNTM2 13 254 13 7712255 s * 19,800
5E 12 UNTM2 5 12 254 12 7712265 * s 19,800
5E 11 UNTM2 11 254 11 7712275 * s 19,800
5E 10 UNTM2 10 22.86 9 7712285 * * 19,800
56 9 UNTM2 9 2258 8 7712295 s * 19,800
56 8 UNTM2 8 2223 7 7712305 * s 19,800
56 7 UNTM2 7 21.77 6 7712315 * s 19,800
56 6 UNTM2 6 21.17 5 7712325 * * 19,800

- ERALEDTERFP.S2ZEZSE TS,
- See p.52 for precaution for use.

VBXDTEBR D FECCHRETLRER) EIEDE T, * =RTEE

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

8
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iKTF1 APL— I*’JV“Jﬂﬁ?UJWU?E%—%ﬁ Designation (Straight Shank Body, Single-point)

TM4SC 25C31-115-2U

7l o

4 H—OEE

I IRAR

ERTERIVY—I (X
Insert Size

nLb Shape Type Qil hole Shank Shape
beld B8 [ ooon| [[zum—nE 2R~k ix B e e
(0)=13 S IRAV~ Internal Coolant Clyovy nIs Insert Size No. | Insert Size | Inscribed Circle
Thread f:llo. Single-point |  (£TCTYo) Straight Shank 2U "U 6.35mm %
Milling of Flutes (&TSTY,) Allsizesarewith (2TCTT,) Lu 3U 3%"U 10 mm 5|E 3
All sizes are oilbels All sizes are g}
listed as S listed as C X2
as
72
58
o
l \4 jnja*‘y hjj “J 9 :Jyﬁ‘} |/I'ﬁ’fy h HY-PRO Planet Cutter Single-point 7
HY-PROP
PNTC YT Iik1 Vb
B j j =
&) | oo R R S e
2 S [ o E— I — 2
¢ ]
Lo LU(Max) L3(Min)
LF
=
= Ii:1 IN
P65 | tEe=y P.56
I’J“Jﬂllﬁﬁ*f”/ I‘ :115'4(1 I“IJ_ h’Jv“Jﬂ) Single-point body (Straight Shank) &f:mm  Unit:mm
Y—JUNo. ‘ 1224 1U9-NMMZES| 2R BAIIR | LLOME |RIMERRS | Vv VIR Sz Ny | FEE | REME
EDP No. Designation Insert Size No. LF Ly Le Ls DCON DC ZEFP | Stock |  (Yen)
7710871 | TM2SC 18C23- 86-2U 166 86 20 18 233 2 53,200
7710872 | TM3SC 20C26-105-2U 2U 186 105 54 20 26 3 c 61,600
7710873 | TM4SC 25C31-115-2U 196 115 46 25 31 4 84,600
7710874 | TM3SC 28C36-144-3U 3U 222 144 8 60 28 36.5 3 81,800
C=1Z#7£E& C=Standard stock item
- PAOVDHRBIFP.5S~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, —REEVAZUIEEDSE[ETT, - The maximum milling length is a reference value for general use.
- BIMEEBESIEISEBETY, EATY—UVIDRIMNEEESE - The minimum holding length is a reference value. The minimum
BERULTTEL, holding length of the tooling to be used takes precedence.
- AVY—hEDEFIEDEF. [TEEERP33~)] - To use in combination with a insert, please refer to the
BRONCTOISLERY T b [ThreadPro(XLw K70) | TD “Tool Selection Guide by Screw Size” on p.33 ~ or utilize our
B TERRERZCSE T, NC code generator software“ThreadPro” to automatically select
the best option available.
.EBEII:I(Z I“lJ_ F’JV’JQ) Parts (Straight Shank)
_ % 95 TRhL LyF
A9 — A XS Screw Wrench
Insert Size No. w—JUNo. 526y RLUYAX 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(FMERZEZF+E J. Overall Length includes screw head.

&



KTt R75A 7@@0%3%—%5 Designation (Bore Type Body, Single-point)

TM6SC D56-22-3U
— 1 T

WIRG1T § TAIK—ILOEHE D+4E EATERIVY— (X
Shape Type Oil hole D+DC Insert Size
R[LYIb R IR " . - =S
5542 vl | [([ZAuh—11E | DCYAXIE. DCONYAXIE, |[AA-NHAEE|AVH—MHR | VT~ NAERE
DE No. of S |1k Internal Coolant 942, 48, 56 16,22 Insert Size No. | Insert Size | Inscribed Circle
= Flutes Single-point | (2TCT) <3, <7, 3U %'U 10mm
Thread (&TSTY) A!I sizes are with C sizes: CON sizes:
Milling All sizes are Gz ¢32,S,I;zse,555 ° ¢1l‘;,s;zzes

listed as S

’ \'( 70D 75*‘y I\jJ ‘y 9 :Jya“} llﬂ-:’fy h HY-PRO Planet Cutter Single-point

HY-PRO P o0

PNTC 2V JILiRk1 Vb

L
— o
(@] t
@) |
KWW

o

= DCON

=g w M)

Pes | EEEm) P.56 DCSFMS
I’J“Jﬂllﬁﬁ*f“/h m5'4(:'k7947°) Single-point body (Bore Type) e .
iI:mm Unit:mm
0 . 1H-MIRE| SR TR 2R IS | M8 | 7-IK05T I | 2R | R
Insert Size No. DC=t Kww DC(;!:\I DCSFMS | = CBDP t [ ZEFP | ClampingBolt |Stock|  (Yen)
— TMA4SC D42-16-3U 42 84 | 16 34 196 | 5.6 4 |M 8X%X1.25 -
3k
- 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 | 96,300
C=IZ#AER * =5 F4FE C=Standard stockitem 3 =Special order items

c PAIVDEHRIFP.5~6ZCETEL, - See p.5~6 for explanation of icons.
C IVIRA Y N IRT 1 (F HRUERTT, - Single-point body is only for milling internal threads.
- FMHEID T4 ZZ)V7—/INEEDRTBEVTEL, - Please use with FMH type face mill arbor.
c AVY—hEDHEFEDER. [TEREXRP33~)] - To use in combination with a insert, please refer to the

BRIROUNCTOTSLERY T [ThreadPro(ALw RZ70O) I TD “Tool Selection Guide by Screw Size” on p.33 ~ or utilize our

BETERFRREZECSER T, NC code generator software“ThreadPro” to automatically select

the best option available.

.EBﬁ(ng’fj) Parts (Bore Type)

_ % 95700 LYF
4 Y9 — Y41 B Screw Wrench
Insert Size No. Y—JUNo. 12243 LY, X 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)

ERIFMEZZd+E T, Overall Length includes screw head.

8



49— b PC-CTI QWU%H%_%ﬁ Designation (Insert, Single-point)

2UIDB 60 T|M
I

Pitch and T.P.I. Applicable thread types

. Lo
\ e : $H1LH IS4
AUY-MZES | A Y= X | (%= AEARE BEIGEYF | BRI X—bJLRL - e
Insert Size No. Insert Size Inscribed Circle Internal Pitch T.P.I 60 A=J714h0 DEME
2U %'y 6.35mm thread DB | 1.5-2 16-12 Metric: S
3V %"'U 10 mm DC| 254 10- 6 Unified Screw Thread Milling
DE | 2.5-3.5 10- 7
DH| 4 -6 6- 4

5
o
o
x
Y
g
B
—
>
=
o
i
o
=

3]
5
2z
]
=
2
1
P

l \4 jn 73*‘y hjj “J 9 :Jyﬁ‘} |/7ﬁ‘f y h HY-PRO Planet Cutter Single-point

HY-PRO P

PC-CTI VT IiRA b

i Application

= vy—tpm  TELE PIIOhAE:
T3 Insert Material Surface i TIEZOLESEY
s Treatment General Ao
—_ _— Application | ‘“"“"‘i\’“""é"/'f
53 CARBIDE .. BOdV Aluminum Alloy Casting
T §E2 P.54~P.55 © ®)

.)(— I“"Iwnbm '1:7 74’&)19[.‘;]554“/")'— I~ Inserts for Metric and Unified screw thread (internal)

B{il:mm Unit:mm

Y—)UNo. 12343 {V4-M{ 258 Bt U Applicable Thread L dJ—7R e T=E EEEMR
EDP No. Designation Insert Size No. EvFTP s TPI RE Tool Material| ~ Stock (Yen)
7716551 2UIDB60 TM 1.5~ 2 16~ 12 0.06 3,950
2U 1 VBX
7716552 2UIDC60 TM 25~ 4 10~ 6 0.14 3,950
7716553 3UIDB60 TM 1.5~ 2 16~ 12 0.06 C 4,230
7716554 3UIDE60 TM 3U 25~ 35 10~ 7 16 0.14 VBX 4,230
7716555 3UIDH60 TM 4 ~6 6~ 4 0.25 4,230
IZHEAAE - 1{8dp7zb Listed price: per insert C=1Z#7£E& C=Standard stock item
- PAOVDHRBIFP.S~6ZECE T, - See p.5 ~6 for explanation of icons.
- FE / SREN=5E - Order/packing unit =5 pieces
- RFoEDfEFEDEIE. [TEEERP.33~)] - To use in combination with bodys, please refer to the
BLUONCTOTSLERY Tk [ThreadPro(RLw R70O) ] TD “Tool Selection Guide by Screw Size” on p.33 ~ or utilize our
B TERRERZCSE TV, NC code generator software “ThreadPro” to automatically select
- FE3O—FHMEZE T, the best option available.

- Three corners per side can be used.



PIRISRFBEER cuning conarons

P.5~P.8 AT-1

w PIHIEE EDE
WH}SEIJ$Z | Cutting Spezed Feed Rate
ork Materia (m/min) (mm/t)
ERiA - (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 ~ ~ ~
G e C0.45% 80 ~160 0.01 ~0.05
o
(=t . .
Alloy Steel SCM 60 ~ 120 0.01 ~0.05
25 ~45HRC 80 ~200 0.01 ~0.05
HEH ~ _ —
Hardened Steel 45— 30HRC
50 ~60HRC — —
27y LA SUS304 - SUS420 60 ~120 0.01 ~0.05
ainless Steel
TEH — _
Tool Steel SKD
b3 ~ ~
Cast Steel SC 60 ~ 120 0.01 ~0.05
A FC 80 ~160 0.01 ~0.05
astlron
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
IV =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 zDC 100 ~300 0.05~02
inc Alloy Casting
FIVEE Al —_ —
Titanium Alloy Ti-6Al-4V
NiZ2S5E - — —
Ni-based Alloy A >~3%JV Inconel
AELETSRAF VY _ ~ -~
Thermo Setting Plastic 80 ~160 0.03~0.1
RAEETSRAF YT = 80 ~ 160 0.03 ~0.1
Thermo Plastic . :
1. COUHIRGERERT. KBUEHMF ZERT HHEDHDTT, 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= DRIEPH. F+v I ORIMECKOTIIIEIRGZEEZDHENGHDET, 3. Please adjust the cutting conditions depending on the rigidity of machine, tool
4. RUITRETHRVBE. KEZEYFORUENLIIDHE(E. NEHDEDEE holders, and workpiece clamping.
EELHEICHFTMIVTTE L, 4.If the tapping length is long, or when machining a large-pitch thread, select a
5. MTUEFTHRUNT—INICE>TED S —IDADNEVNESE. EOAv Mt E smaller feed and separate the machining process into a few segments.
[FIT) ZBMUTFEL. 5.1f a machined parallel internal thread is tapered and prevents the go-gauge from
6. AT 1 THI I UEFTHRAUNT—/NICE TED F'—IDADHBVEEHHDFE T, 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

Al i Lo e e oo el g o o
o e gh Carbon Steel Alloy Steel
~C0.25% C0.25%~ SCM
HELR LRI H KB LI HRE] KA LT HRA] KB LI HERE
Recommended Coolant Water-Soluble Water-Soluble Water-Soluble
cﬂﬁ”ﬁrgd 80 ~160 60 ~120
(m/min)
MR bC EIEREIAM eI obe =P E D] [EEREE | 3XDREE |175D0%hE HE EDEE 1FHD0EDE
Thread Thread Size Spfegg Feed‘ Feed per Tooth Spo_ee? 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 ‘éi} %
M18 X25 |14 1,023 55 0.06 1,819 97 0.06 1,364 73 0.06 2%
M 20 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 FF g‘:
No.10 -24UNC| 3.7 3,871 54 0.015 6,882 96 0.015 5,162 72 0.015 i a
Ya -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 R 0.025 3,976 %1 0.025
Vs - 28 5.76 2,512 %1 0.03 4,465 R 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) | 3s-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
1T -1 15.54 930 #1 0.065 1,654 R 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 R 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 R 0.065 1,240 *1 0.065
EANDESFENEOEECER TS, Spindle rotation must be counterclockwise due to the
left-hand cut configuration.
¥LINITT BNREICKDELEDTT . 1. Values vary depending on the depth of hole to be machined.
1. ThreadPro CHIEARTRE N B UEIREIESEBETT ., SEAVIELICHIED. I 1. The cutting conditions initially displayed in ThreadPro are reference values.
HESEREE & ([T — I DM, F v v I OBIEEDBRRRICEKD . YIHIREEEE 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. TEORMBEZRI\RICNR TTEATEL, 2. Tool vibrations should be kept at a minimum level for maximum accuracy.

3. RIRY D LAERGHICBUV TEIHIEAZ (/Y DERIE. FIHEHA X — D OHERT2E 3. When machining magnesium alloy materials, please use the coolant oil
DZESFEATEV. e 81D < FOE - 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

e 0 (D PRUENTY BMNHOBE . ERIHIOZEDZECHEREDN DT TERDORD
zXzXnXOm=DC) /iy EEERSET. KR BRIMBOEDRECH I BFREDHERES AL P

f= N - .
Dm DIEXDEEDHERERLET,
vi T —JILEDERE (mm/min) z 3 For the arc cutting process of machining internal threads, the feed rate at the tool center can be
R = f“‘mbe’s"m“‘es obtained by multiplying the linear cut feed rate with a coefficient. The formula listed left are for
Dm :Z\Jﬂ%ﬁg_(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

posid 5¢)



IS EE =5 ee—

P.9~P.14 AT-2
HHEI Harﬂ%ﬁ@teel
Work Material
25~45HRC 45~50HRC 50~65HRC
HELSEHIEH I7rJO—
Recommended Coolant Air Blow
Cﬁﬂﬁgﬁgd 35~75 35~65 35~55
(m/min)
M SoEE | E0iEE (NS00308| BUREE | XDEE [VH00K0E| EEEE | EDEE 1700208
e Thread Size Spt_eeg Feed' Feed per Tooth Spggg 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 M10 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
M18 X2.5 |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
Yie - 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 Va- 19 7.98 1,814 %1 0.04 1,814 %1 0.04 1,814 %1 0.04
(PT) | 3s-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
Yie - 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 Va- 18 7.98 1,815 %1 0.04 1,815 %1 0.04 1,815 %1 0.04
3 - 18 9.68 1,493 %1 0.045 1,493 *1 0.045 1,493 %1 0.045
- 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

EXDhEEEER CTERATEL,

H¥1LINLTTDIVRECRDELEDFT,

1. ThreadPro THIHIRRENBYIRIRMIFSEETT . TEAVCIELICSHID. UIHIS
HRERZDEICT—IVEM. T v v o OBIMEEOERRRICKD. VIRISEEZREE
&L,

2. TEOIRNEEZR/IVRICIIZ TTEATEL,

3. ¥RV Y LEEVIHICBVTYIRHERIZ ER T K. UIHIREIX —HOHET 25
DETEATEV, e )b <TOUNE - ERB(SER TSV FENDINDHDET,

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.




AT-2

i - =i - SHIRHY) - 5

Copper - Brass - Brass Casting - Bronze

st ATV UAs - TE (BRI Bl -5 7S
Stainless Steel - Tool Steel Cast Steel - Cast Iron + Ductile Cast Iron Cu-Bs-:-BsC: PB

Work Material SUS304 - SKD SC- FC+ FCD p—— e
HELR LRI KB EEHE I7J0O— KA HIHRE]
Recommended Coolant Water-Soluble Air Blow Water-Soluble
cﬂﬁ%’?}fid 35~100 35~100 35~75
(m/min)
TE R E0EE (400208 [ELT AP SR TADEI] FEnER X0EE EI0ME BREE H0SRE U008
Thread Thread Size Spggg Feed. Feed per Tooth Spfegg Feed. Feed per Tooth ee Feed‘ Feed per Tooth ed Feed‘ Feed per Tooth
(min™)  (mm/min)  (mm/t) (min™) [ (mm/min) | (mm/t) (mm/min)  (mm/t) (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 1.7 1,224 72 0.055 1,632 96 0.055 1,632 96 0.055 1,224 72 0.055 ‘é‘l} %
M18 X25 |14 1,023 55 0.06 1,364 73 0.06 1,364 73 0.06 1,023 55 0.06 = ‘%
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 14: 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
Ya -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

EXDfehEMEEER CTEATEL,

#1LINLTTBDIVREICKDELEDFT,

1. ThreadPro THIHARRENDUIRIRMIFSEETT . TERAVCIELICHID. tIHIS
HRERZDEICT—I VRN, T v v o OBEIMEZEOERKRICKD. VIRISEHEZRE
&L,

2. TEDIRNMEEZ&R/IVRICIIZ TTEATEL,

3. X IRV D LEEVHEIICBV TR Z R DRI, YIHLHEI X —HDHRT 25
DZETFEATEV, e )b <TOME - EE(SER TSV ENDENHHDET,

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.



PIRISRIFEEER curing conarions

P.9~P.14

AT-2

7= LEER - PIVS 20 LGS SN =F R b=k )

FHIEEX

Wj%%lluaz{ial OIS RS EE RGN WA AN Magnesium Alloy Casting * Zinc Alloy Casting Tita.nium Alloy
AL- AC- ADC MC- ZDC Ti-6Al-4V
HELR LRI KBS HRE] KA EEIHE] KB EEHE]
Recommended Coolant Water-Soluble Water-Soluble Water-Soluble
CE)tJtﬁug%are%d 35~100 35~55
(m/min)
AURS & | o BmEE xoms 1200208 IBTNEDFCARIIDE | SinEE  XDEE 9200508
Thread Thread Size Spgejﬂ Feed‘ Feed per Tooth Spt_eg‘d Feed_ Feed per Tooth Sp.ee::l 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 Ya- 19 7.98 3,225 %1 0.04 2,419 %1 0.04 1,814 %1 0.04
(PT) 3 - 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 Va- 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

EXDrhEEOE TTERA TS,

H1LIMIT VRS ICKDELED T,

1. ThreadPro THIHIRRE NBYIHIREIIBSEETT . SERAVZRELITHID. UIHIR
HEERED EICT—IPEM. F v v I OBIESEOERKRICKD. tIHIStZHEEE
TEL,

2. TEDIRNEEZR/IRICINZ TSEATEL.

3. ¥ IRV U LAEGEUEICBVTYIHERRIZER T B, IEIMEI X —HDH#EET %5
DZEZEATEV. T, 1D <FOUE - BIRITERT V.. BNOBNHBDET,

X*FYVESE - NIBGECHE U TIEKEMIEIHEZ CEADLE. RUITRET1DEED
ULIEZ A )Uik—)LEIRY A X Ryl © OFN) TINT 9 255D LiEskiRMERT
nFEXy.

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 = W
4 >3V Inconel _
HELBYHIEH KA HIERE] KA EEIHE
Recommended Coolant Water-Soluble Water-Soluble
cﬁﬂﬁg%rid 35~100
(m/min)
S mTE S [ElEmEE EDRE 1AHDDZEDE [ElEmERE EDRE 1AHDDZEDE
Thread Thread Size Sp.ee:i Feed_ Feed per Tooth Spc_eq::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) | 3s-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 R 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

EXDehEEOE TTERA TS,

H1LINLTTDIVREICKDELEDFRT,

1. ThreadPro CHIHIRRE NDUIRIRMAIFSEE T, TRAVIELICSHIED. IHIS
HERERZDEICT—IOEM. T v v o OBEIEEOERKRICKD. VIRIEEZREE
&L

2. TEDRNBEZR/IRICHIZ TTHERATEL.

3. X IRV D LEEVHEIICEVTEIEIHRIZ R DR, YIHLHEIX —HDHRT 25
DZETFEATEV, e, 1D <TOIE - EE(SER TSIV BXDBNHHDET,

#*FHUER  NIBEGRCE U TIEKEEIEbREIZ CERD L. QUIITRT1DEED
UL IEF A Uik—)L@ Y A X Gyl © OFN) TINT 9 3155 D3 LieskRMERS
nFEx9,

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 curvng conanions

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

HERRIHE] KA ELEEA] IKAMETIHRE] KA ECIERA]
Recommended Coolant Water-Soluble Water-Soluble Water-Soluble
Cutting Speed 100 ~300 100 ~300 100 ~300
(m/min)
2D5A T 25D5 A7 2D5 A7 25D A7 2D5A T 25D A7
2xDType 2.5xDType 2xDType 2.5xDType 2xDType 2.5xDType

INT#E T = T m T T
Thvead i mes zoex 'L meeE zoum L0 AR SRR oree 2oz 00 omae soae Y
Speed Feed _BYZE  speed Feed KBUE  EEINNENIYY] 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 (159151910 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 8X1.25| 6.2 12,322/ 2,218 | 04 | 8214/1,479| 0.4 |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

EXNDIHESELER TTHER TV, Spindle rotation must be counterclockwise due to the

left-hand cut configuration.

1. ThreadPro CTHIEARTE NDENHIRMAIISEE T, CEAVELICHIED. IHIS 1. Before use, please adjust the cutting conditions according to the recommended
HEERZDEICT—IPEM. F v v I DRIMEDERIKRICKD . YIHISRGZ Rz cutting condition table as well as the actual machining environment, such as the
TEL, rigidity of machine, tool holder and workpiece clamping.

2 TROBMEERIRIOLTTRRTEL. 2 Tootubrations shodekeptat o minmum e oy masimu sy

3. RORYY LESYIHICSU TR SR T DB, PHBER X —H IR T 25 : g mag y P

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

DETHEATFEL, Fio, P10 < TOWE - BRISTET S, BAXOBNDBDFT . cutting chips to prevent fire hazards.



WH-VM-PNC

WH-VM-PNC s1~1.4,M1~1.8 g AL WX-ST-PNC + WXO-ST-PNC [T € T
Hl . =
oo gaze|  Z0@eomo  IETHRTT N gams | zom [T IR
utting Spee - 5 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)
& =% @ - Ek i ~C0.25%| 60~ 90 0.02 0.03 0.05 60~ 90 |0.02~0.08| 80 ~120 |0.04~0.1 | 50~ 750.01~0.11
Low Carbon Steel - Mild Steel
=2 i C0.25%~ | 2 - - - - _ _
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
= 22 = ! 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 - -
i . _ _ _ — ~ ~ — — — —
S g P 45~50HRC 30~ 60 [0.01~0.03
50~60HRC - - - - 30~ 69 0.01~0.02 - - - -
IS ) SUS304 | o o9 | 002 0.03 0.05 | 60~ 90 0.02~0.08| 40 ~ 80 [0.02~0.06| — -
Stainless Steel SUS420 t)J N
c
=] =
- i 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: %
% =
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) 5 & 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
Bs - - - - - - - - 65 ~130 (0.03 ~0.1
Brass
& 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
=
7 b " O LESER Al 70~100 0.04 0.06 0.08 50~100 |0.02~0.06 - - 50~ 70 (0.03~0.1
Aluminum Rolled Steel
IL=— =
Z }bf_'jbnﬁﬁ% 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*{'31;:.@%% 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 5 & 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 B 5 F Rl _ _ _ - - — — ~ ~
Ni-based Alloy Inconel 20~ 60 |0.01~0.03 20~ 60 |0.01~0.03
?&ﬁﬁ{t'ﬁj?l?‘ ‘y.a - 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
E&E"’E,ﬁjjx.a: V7 - 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. COYHISHERERE. KAMEBRZEERT2H5E5DHDTT, 1. Theindicated speeds and feeds are for water soluble oil.
2. RIRVILEEICIE. KBMHELIESHEIEERATEE B 2. Water-soluble oil is not suitable for tapping magnesium alloy.
3. D—U DRI, F v IDRIEICKOTEIYVBEIZREEZEZIDUENSDFT, 3. Please adjust the cutting conditions depending on the rigidity of machine, tool
4. QUIICTRETHRVES. KELEYFORUZENIIZHEE. INSHDEDE holders, and workpiece clamping.
ZEEL, HEICHIFTMILTTREL, 4.1f the tapping length is long, or when machining a large-pitch thread, select a
5. BZUEFTHRAUNT—/NICE>TED S—IDADHEBVNESE. EONy Mt smaller feed and separate the machining process into a few segments.
EFII) EEMUTTEL, 5.1f a machined parallel internal thread is tapered and prevents the go-gauge from
6. HY-PRO PTHSEDRIEY S S TR U DIIEHSREICEC DRI, FERARMDEYNA going through, add azero cut (finish machining).
FEESERUDETDFDUTICLTTEL, 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 SAICKEATERETEL,
%2 BA[IC2E ECHIFTINIULTTIEL. %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.



IS EE =5 ee—

HY-PROP ¥ILFil4 > b GNEGNPR  E AN

OT-SFT-PNGT OT-PNGT PNGT NCAd 4 4
ulti-point Single-point
Hl . T N = =
RIETEEN A B oz | zoE LA B vaze| mom DA
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% & - ﬁ 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
ZEE o B €0.25%~ | 40 - _ - _ - - - _ _
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
AIon§SteeI 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
=] - _ _ — _ _ — — — — —
Hardened Steel 45~50HRC
50~60HRC - - - - - — - - - -
& .J L2 SUs304 20 ~ 40/|0.01~0.06 | 20 ~ 40|0.01~0.06| 10~ 15|0.01~0.05| 70~ 140| 0.05~0.15| 70~ 140/ 0.16 ~0.24
Stainless Steel SUS420
=]
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 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 5 &% 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{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 i 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
()L, =—™ I\ FIE4t |
d ”I‘,_'jL\Eﬁ‘EH Al 50 ~ 70|0.03~0.1 | 40 ~ 55|0.02~0.08| 40 ~ 55/0.02~0.08100~250|0.1 ~04 [100~180|0.5 ~0.75
Aluminum Rolled Steel
Z),=— o
4 ”lx_—'jL\nﬁﬁ% 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
= S, oot |
7§*{Ubnﬁﬁ% 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|0.4 ~0.6
Magnesium Alloy Casting
N
i ﬁ.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
~ -3
AN Ticalay|  — - - - - - - - - -
Titanium Alloy
N i BT Rkl _ _ _ _ _ _ _ — —
Ni-based Alloy Inconel
?&ﬁﬂ:'l‘ij?lgﬂy 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
gﬂm%ﬁ%&aﬁg 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. KBEIEIHEZERTHBED0HDTT.
L RORYDLERCE KBETHBAdEATEZ A,

. D=0 DBIEPEM. F+ v I DRIEICKOTFEIRGZEIDUNENDDH T,
- RUITRENRVIEE, KELFEYFORUZMITHEF. NESHDEDE

ZEEL. HEICHIFTMIVLTTE L,

I UEFETHRUDT—/INICEOTED F'—IDADDBWNESF. EONY Mt

EIFMNI) ZEMULTTEL,

. HY-PRO PTHEDRIEPL T SV TRU DIREHEEICEC DRIE. FEFEDEBA

AREZERUDFETDHFDUTICLTTEL,

1. Theindicated speeds and feeds are for water soluble oil.

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.

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%.



9 - 5 y h'ﬁm H#@ ﬂ-{,ﬂ' y b Proper Usage of Coolant

BASEHRZESEVDESIE, BEICNORICTI? I O—FcEEIHERFIH

HIEINBLSMEICTERTEL,

When using external coolant, ensure that the cutting fluid is properly positioned so that it is supplied into the hole.

BASRAREMNEDOYY VI 5 ZBEVDIETIE.
JLy RRIV—=54 TOEETEZHRNELE T,

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

collet is recommended.

VIRIRFBRER (P.57 ~ P.65) ZSEICNMIICELCI—5 2 MEERET S

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

=

TECHMICAL
DATA

BLIDIZA2

A-LAT-AEER

B SUIRISRG. UIHIRES CRL<BELTVET,

Covers a wide range of topics, from basics to cutting conditions and cutting principles.

RUYIDbTISA R (ALY RE))

Thread Milling Cutter (Thread Mill)
if;%iﬁﬂﬁ Main Contents

1. Ay FE)I)@%E . %gB(DE;{E)E] Features of the thread mill and explanation of each part

2. B0TJEIE Processing principle

3. BIEID U L d*+ Mechanism of cutting

4, TEDFE ALvw RIZ)IVOFEFEELFRE Tool classification, types and features of thread mills
5. tIHIZRME Cutting conditions

6. NCjD 75A1’FE‘2 NC program creation

7. (RRWIIENCTOT S Ll Typical NC program example

8. FBHAHEI Regrinding

9. ALY RV YU—ZD RS TIUSE Troubleshooting for thread mill series

0. FAQ fAQ

—
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5
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1]" I 5-“ — 9 Cutting Data

EgiAsd—KhDVLiRUa—vay
HBEAL YRV P.69

EgiAs Coated One Pass Carbide Thread Mill

A ESHAIDUROREY I— NEXfI=
BEAL Y RS)L P72

DUROREY Coated Carbide Thread Mill with End-cutting
Edge for High-hardness Steels

JERXFADLCO— MEREREANNME
BEALY RV P.75

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

INERUAD—FT4Y
BEISY MIvY P.76

Coated Carbide Planet Cutter for Small Size

AF—)VAWXd—hk
BEISxRY NvS P.77

WX Coated Carbide Planet Cutter for Steel

2F—)VEAWXO— NHyuSE
BETSRy My S P.78

WX Coated Carbide Planet Cutter with Internal Coolant
Supply for Steel

FEEX - MASEAWXI—b
BEISRY MIvE P.79

WX Coated Carbide Planet Cutter for Non-ferrous
Materials and Heat-resistant Alloys

FXO—RMBERI\ASIV TSRy Navs P.80

FX Coated Carbide Spiral Fluted Planet Cutter

FXO—MEBE TSRy v s P.80

FX Coated Carbide Planet Cutter

TINO—KN\ARTSRY MIvE P.81

TiN Coated Planet Cutter

SEMTAFXI— NlyUdE
BEX—)\—TSRy v 5 P.81

FX Coated Carbide Super-Planet Cutter with Internal
Coolant Supply for Multifunction Milling

(70 TSRy bAvy P.82

HY-PRO Planet Cutter

-U- 7|-: — h ‘y — } l/ Supporting Tools

ALYRIE IV ZEYR—h923DDY—)b

3 Supportive Tools for Your Thread Milling Needs

DCT75 SR iEER

DCT75 Specification

DCT RARTIER

DCT Specification




AT' 1 ”HI;—‘_ 9 Cutting Data

.En Unm%% Effects of left-hand helix

{EAITE AT-1 . nulmmwwn Uﬁﬁ]?ﬁ%tbﬁ Comparison of differences in internal thread pitch diameter at nitial cutting stage
Tool $7.7%X22 P1 4F Bf{I:mm Unit:mm
HHRE O OBEME BlDFEER ZE=
Work Material SCM440 (30HRC) Hole Entry = Inner Hole Are:: Dia. D:;Ference
Cuting Speed 100m/min (4,136min") BRUIE | 5120 ~+0.140 | +0.040 ~+0.060 | 0.060 ~ 0.100
Right Hand Helix
=D 380mm/min (0.1mm/t) F—p—
: : +0.120 ~ +0.140 | +0.120 ~ +0.140 0~ 0.020
HRLYAX M10X 1mm Left Hand Helix
Internal Thread Size , o — Wy
TR ®9%18mm G&ED) A T
VAS mm Pi i .S
oA e Sige Through itch diameter measurement method : Step gauge HWEE20um
AUz L WERE
3L andles pitch diameter differences of
Threading LenLgth 15mm 20 um or less.
INI7EE FOUhY 1R
Machining Method Climb milling 1-Pass o
BAWEHR (A A—)
Wﬁﬂiﬂiﬁﬂ 7J<;§‘|?..UJ§|J5E§|J (mm) Changes in pitch::iameter with time (rendered image)
Coolant Water-Soluble 0.14
et iRy =—vJtr% (BT30) P e
Machine Vertical Machining Center 0.12 . F=xelb gb:- . ERQUNnE

- ERUNER. Ot BAOEMEENNE L,

T—IT7 I TDDHEN. e, BNZEMIE
I3EOHY MHFRBEERD. RFE.

*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(—IF72R

Pitch dia. &It

Right Hand Helix Left Hand Helix

1 100 200

300 400
MIIE

Number of processed thread holes

500 600

700 800 900 1,000

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

ERATER AT-1

Tool $7.7X22 P1 4F
R

Work Material SCM440
tIEIERE . -
Cutting Speed 80m/min (3,307min™)
Eebd = 30mm/min (0.01Tmm/t)
HRltdaX

Internal Thread Size M10X1mm

TR ®9X25mm (LEb)
Drill Hole Size Blind
RUITRE

Threading LenLgth 19mm
SRl KB MEEDERA
Coolant Water-Soluble

{SE Rk YRRV =Vt % (BT30)
Machine Vertical Machining Center

EgiAsd—F+

EgiAs Coating

[ | 2,000/"'{1][]11& Cutting edge after threading 2,000 holes

|1|_11

I!Hl;h$.hi'

i

‘.

WXd—F425

WX Coating




O~ DHFWHIHIE. FecERIcITRETIMIZ{TOTVET

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

HRLEYAX

Internal Thread Size

M10X%1

VAN ®9x25mm (1Eb)
Drill Hole Size Blind
RUITRE
Threading Length 19mm
BRI KB mA
Coolant Water-Soluble
E Rt MRV =5t %5 (BT30)
Machine Vertical Machining Center

@ SUS304®”"I Machining SUS304

1B TLEE D,

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

2. 1. Z@lc T EETRERSF (\ZABEZV)

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

Condition 1.

1. $RUDOTERDEMERED 20U m LI

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

Bl +0.080 DR T v IT—IHINTED, +0.100DR T VI —IhH

fERTE AT-1 {2 1560
Tool ®7.7X22 P1 4F Competitor - fikigear
71,000 Still Running
TSRS | 120m/min (4,961min") | 120m/min (5,122min") % a0
: WA 170% LLE o oo
NV g ] Durability Over -
Eebd’ig 228mm/min (0.05mm/t)| 200mm/min (0.1mm/t) 3 600 -
§ 400
INZE o ¢ 5
Number of Passes 1/\R Pass 2)\R Passes é 200 ]
E 0 -
ﬂﬂIH%Fs‘i 1)y iy - =
Pl 226 sec_yrliflog 3.038 sec AT-1 Jlﬂmtjeitli:tgr
Efficiency
@ SSOCG)”HI Machining S50C
fERATE AT-1 R oo GP-OUT
Tool ®7.7X22 P1 4F Competitor 7JI[I
7T
VIR ; i ; in- B/ 600 -
Cutting Speed 160m/min (6,614min") | 140m/min (5,122min™") 3 GP-OUT
§ D@l& 150%
Eebd’zg 122mm/min (0.02mm/t) | 20mm/min (0.0Tmm/t) 3 400 7
. £ 200
INRE ¢ ¢ 5
Number of Passes 1/\R Pass 3J\R Passes é
2 0
TSRS Iy )y _ i‘:
e e 4,28 sec 0% 45479 sec AT-1 Jﬂe&gr
Efficiency
@ SCM440®”uI Machining SCM440
ERATE AT-1 oAt )5y
Tool ©7.7X22 P1 4F Competitor n~ s fkspEET
7 Still Running Still Running
SRR 80m/min (3,307min") | 140m/min (5,122min"") 5 2000
Cutting Speed ! ! £
s 1,500
Eeaiig 30mm/min (0.0lmm/t) | 20mm/min (0.01mm/t) % 1,000
INZE . ‘ 5 500
Number of Passes 1/\R Pass 4)\A Passes é
2 0
INTASRS Iy )y _ i‘:
e 171280 sec 0% 60.54% sec AT-1 Jﬂe&gr

Efficiency

ejeq bumnd

il
I
T
I
4




AT' 1 HHI;‘_ g Cutting Data

Aok

g NTEMERT. BT 2ENENR

Reduce power consumption by shortening machining time

9,

. SUS304 mag Eﬁﬁ% SUS304 durability test result

DV INZAMI T IR REHE

One-pass machining reduces machining time

4

ERTR AT-1 Co%e;Et%nal
Tool $9.7X27 P1.5 5F 09.5%22.5 P1.5
il

Work Material SUs304

tIEERE 100m/min 120m/min
Cutting Speed (3,283min") (4,021min™)
EDIRE 3Tmm/min 42mm/min
Feed (0.01Tmm/t) (0.01Tmm/t)
HRUYAX M12X 1.5

Internal Thread Size

TR ©10.5x25mm (G&D)

Drill Hole Size Through
RUITRE

Threading Length 22.5mm

SIRIEHE] KB HEEIERA

Coolant Water-Soluble

EFFE IR =5t % (BT30)
Machine Vertical Machining Center

JNZE ¢ ¢

Number of Passes 1JXR Pass 3J\R Passes

NI

(Holes) Number of processed thread holes

1,000

800

600

400

200

o]
AT-1 R

Conventional
17RO TEFE (7Y

(sec) Processing time for threading 1 hole (sec.)

50

40 41

30

20
BEZE 240%

Efficiency

-

AT-1 TERmm

Conventional




AT'2 ”ng:_g Cutting Data

m'ﬁ“ %R%ﬁ?¥ﬁﬁ§£ Evaluation method of cutting test

OHRUEED75%% @GP OUTICHF>e5 OIFEBHLLIF
BITEDEWMEE U THERRA. HIEZTVHWMEICRT . fHA1E# O AN T HhERES5 Ui
Sﬁart (tjhe tgst lﬁy setting tpe 75% aglcuracyhocfiinternal Perform cgrrection wl;]en a gaugel—out ERBDFETCOEQEEDRT .
thread to be the target of acceptable pitch diameter. occurs and return to the target value. e i - s
? plabiep ¢ HRERONTHERSKBDHEE T EEHR KT
Bl:M8X1.25 $HHRUHEEG6H (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 3 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%
amgo- E=E/ k- o B A— Eo b ) B
Pitch Dia. Pitch Dia. Pitch Dia. __'.‘,__.
%  GPoOUT i

. 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
wEI Lz
Work Material SKD11(60HRC) T cg
o
YRR 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)
e M4x0.7 M8 X 1.25 M10X 1.5 200
nternal Thread Size
a 7%
il 7mm 14.8mm 18.5mm 2
reading Length M
A I77o0- £
Coolant Air Blow 3 H
sy — R T ) — ~ ) A~ £ e
Emmm *ﬁﬁ’?y—Jﬁth Mﬂf?y—Jath z iF g
Vi (BT40) (HSK63) 1001—38
Horizontal Machining Center Vertical Machining Center

50

RE:

c

o

=

v
g
g

£

S
[¥]

AT-2  ftutim AT-2  fiuttim AT-2  fibtim
Competitor Competitor Competitor
M4X0.7 M8X1.25 M10X1.5



AT'2 ”uI;—‘_a Cutting Data

. 7](:%'&“#]55?55@ br‘:malli Stable durability with water-soluble coolant

EETE AT-2 AT-2 250
Tool ®»4%X10P0.8 $7.5X20P1.5
)
Work Material SKD11(60HRC) 290157?
BIEERE 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 }
S
N [¥]
el M5 X 0.8 M10X1.5 7 150
nternal Thread Size e
RUITRE i
Threading Length 9.2mm 18.5mm %
SR KB IELEHE £
Coolant Water-Soluble El 100
S Wyvv=Zvoevy | ARV ZVIRVY
bk (BT40) (HSK63)
Horizontal Machining Center Vertical Machining Center
c
TKBHEUHRRZESEDEVY v ITITERIED, 50 Tﬁ'§
AKBEVEPHRIDERTEDI), Eé
W= 3T T D FRZHIR S 9E N T EE.
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 = AT-2 P
Competitor Competitor
M5X0.8 M10X1.5

. 2 .5 D on Uﬁr%ﬁﬁ brm]IEIﬁE Stable threading of 2.5 x D made possible

%
fERTE AT-2 R
Tool ®$7.5X25P1.5 1897%
*ﬁﬁuﬁ Holes
Work Material SKD11(60HRC) — .5
MRS . - 20 i
Cutting Speed 35m/min (1,485min™") 5
i 180
B 56mm/min (0.038mm/t)
eed 5 13677
160 e Holes
HRLTAX b
Internal Thread Size M10x1.5 1o iE é -_ 8
RQUITRE
Threading Length 22.5mm “
7% 120
I I7J0— #
Coolant Air Blow % 100
BRIt IRV =05tV % (HSK63) s
Machine Vertical Machining Center é 80 £
2 e g
60 Et
v
ol
20
0
AT-2 fthtt &
Competitor

VISR B #ER (P.58 ~ P.62) ZBEICIITICELII -5V FEEET L,

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

8



. 65H Rcw*&ﬁu*z-t“%%wma'ﬁ Remarkable durability in 65 HRC work material

fEATE AT-2

Tool ®»4%X10P0.8
) SKH#HZf (65HRC)
Work Material Equivalent to SKH
BIHLERE . _
Cutting Speed 45m/min (3,581min™)
?Dﬁg 29mm/min (0.0Tmm/t)
eed

HRUYAX

Internal Thread Size M5x0.8
RQUITRE

Threading Length 8mm(2D)

BRHA] I77o—

Coolant Air Brow

et By =—voeysy

Machine Horizontal Machining Center

. Emj_- _’ \019 Um 60H RC Eaﬁi lJ-tzluIﬂﬁE Stable processing is made possible even in tapered pipe threads of 60 HRC

AT-2

7( ﬁ Number of Holes

1}0 ZP 3P 410 SP

445

Holes

fEATE AT-2

Tool $5.76X16.8 Rc28
)

Work Material SKD11(60HRC)
BIELERE . -
Cutting Speed 45m/min (2,512min™)
EDREE i

ol 39mm/min(0.01Tmm/t)
HRLTAX

Internal Thread Size Rc1/8-28
RUITRE

Threading Length 6.2mm
SRHA] I7Jo—
Coolant Air Blow
fEFAtE WYY = It %5 (BT40)
Machine Vertical Machining Center

Number of holes $ >}

100

80

60

40

20

907¢

Holes

2
Correction
v

587%

Holes

. _ﬂgmw%m;_l \"n B”HI Processing of tapered pipe threads in general steel

ERATE AT-2

Tool ®5.76%X16.8 Rc28
)

R vl | STAVAX(50HRC) | NAK8O(40HRC) $45C
SIHERE . . 4
Cutting Speed 45m/min(2,512min™")
?DEE 39mm/min(0.0Tmm/t)
eed

HRUYAX

Internal Thread Size Rc1/8-28
RUITRE

Threading Length 6.2mm

BIHHE I7Jo—

Coolant Air Blow

e WY =I5 (BT40)

Machine Vertical Machining Center

&

Number of holes $8 >}

300

250

200

150

100

50

o
i3l
N
AT-2 ftbta
Competitor
e
still Running
2H8(|)7'“\
2457%
Holes
fiiTal
Still Running
707%
Holes
STAVAX : 50HRC NAKS80 : 40HRC $45C

ejeq bumnd

il
I
T
I
4




AT'2 HHIF‘_Q Cutting Data

HIHEIE ER ST @ 5 EICDVTIFP.72&ECTE TS L,

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

. STAVAX(SOHRC E‘ljiﬁ) Et)'sn’tmallt Excellent durability even in STAVAX (around 50 HRC)

fERATE AT-2 350
Tool ®$7.5X20P1.5 31075¢
il STAVAX(53HRC) | SKD61(50HRC) =
Work Material 300
SIEERE : o c
Cutting Speed 55m/min(2,331min™) z 250 g

[
R DEE ; s Es
e 89mm/min(0.038mm/t) 2 0 S
HRUTAX 5
Internal Thread Size M10x1.5 'g 150
RLITRS =
Threading Length 18mm 100
BIHIRE IrJo— §
Coolant Air Blow 4% §>
R Y Y=Y >% (BT40) 0 &7
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 878X
HHI 200
Work Material 55400 ss0c 800
BIHERE 45m/min 85m/min
Cutting Speed (4,621min™) (8,728min™") Q 700
EDERE 46mm/min 86mm/min 3 600
Feed (0.011mm/t) (0.011mm/t) 2
HRUYAX § 500
Internal Thread Size M4x0.7 €
BUITES = a0
Threading Length 7mm(2D) 300
SIHH KB LD EHE
Coolant Water-Soluble 200
{E R ARV IEVY 00—
Machine Vertical Machining Center
0

YIbLTF RS TIVEMA eI H AT REIS Te b, HTi8

S50C

DR 7ZEE U WSS ICEM. I TESHDOEE,
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.

AT'Z R'SPEC ”HI;—_Q Cutting Data
. FU}bg‘yj(DRT) twr\'ﬁlﬁ*ﬁgtbﬁﬁ“ Comparison of hole position accuracy with drill tap (DRT)
HIERENTOMIMHER L *RIC!

Useful for preventing shifting of cutting position in cast hole!

0.‘1 5 (mm)

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

17%8 1sthole

725%H 72nd hole

17%8 1sthole

1007%H 100th hole

e KAEICHIEL

i lled!
Amount of deviation is signlﬁcantly contro!

M8X1.25 R®RE18mm AC#H
TR@4.3KDHD0.7mmT S LIz I 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 1 Ve=100m/min,f=1.25mm/rev
AT-2 R-SPEC  : Vc=220m/min,f=1.2mm/rev

BHEBHEHRENESTFMUE
| BREDSLIKEFEBML D
BIBTALPTLY -

Rough position settings and inclined nature

of cast holes can cause position shifting in
‘ following processes...

VISR B R (P.58 ~ P.63) ZBEICIILICGELICI -5V FEEET &L,

Refer to the cutting condition tables (p.58 ~ p.63) to select a suitable coolant for machining.
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WH'VM'PNC huIi-“_g Cutting Data

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

EATE WH-VM-PNC fibtt T EFHM Tool Life

Tool 0.72 P0.25 Competitor
190 290

iy I 80m/min (35,367min") HHVILPC 21277 Holes Gauge-Out
Eeg EE 594mm/min (0.02mm/t) 23597 Holes Gauge-Out
I?tl?n%l%:gi Size M1x0.25

—D[fi'fI.QHole Size $0.782.3mm (éfna) e 1227 Holes Gauge-Out

RUITR 2mm (2D) (1£D) competitor

Threading Length Blind 19877 Holes Gauge-Out

MI7E%E PyvIAvh 2)KR

Machining Method Up Cut 2 passes

Ll i KRR FIBS T TE#LNESNB RT Y UARICBIF S IER U OAGEHIEHEIN
TZEIRELFELUIe. MIQUINI CHRELcTEFmZRIELCLE T,

BRrEt RNy =2 Tt YY (HSK-E25) TAKBHNEVWRUENITDEE FvIORMAEHEEEELTES LD E.

Machine Vertical Machining Center

WH-VM-PNCOADBLE 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 : *‘l’71 8 l&- B lj-% ’J \éwn b”uI Machining small diameter internal threads with Inconel 718 ; g’
ERTE WH-VM-PNC t)J‘E’“EE I\OZ& ﬂuIﬂi& 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) ) Tk
40m/min e welehion:
t?Jiﬁ'JiEE 40m/min 60m/min ubstantial tool chipping
Cutting Speed (3,980min") (5,970min™) 4
%D RE 120mm/min 180mm/min 607 Holes ARK N
=) (0.03mm/t) (0.03mm/t) Substantial tool chipping
- 60m/min
Internal Thread Size No.10-32 UNF 2 407 Holes ARK
Substantial tool chipping
VA ©4.1X14mm (1ED)
Drill Hole Size Blind
e 9mm (1.9D) (D) ALy REIVES v T [THA. YIEISEEOFIFIDNE L L, §10 < S UUIBDSEHE DB
pre——. HZELERTDEEL BRELCYYEVIDTRET T, AEHITIE. SifiET—o0
N7 FOVhvhk 2-4)\R % S DB S 3 TE A5 S =
(L oonh 2N INESRUDSBFDA LD ROSNTHD. MLEZRELTSBEFDELERRLL
FEHITY, EDE. /(AHMOBE. YIHIRFIOEEE, FLEFEMA LR LZRHD,
YA AKBEYIHL A JIZAMERORTREM B HIfFHRE T,
Coolant Water-Soluble
Compared to taps, thread mills have fewer cutting condition limitations. There are no
{E AR MRV =5t 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 ”HIF‘_Q Cutting Data

. 1 7_- y I-/Z®7k;~gllthu IE wﬂwlﬁﬁg Outstanding Performance in Stainless with Water-Soluble Coolant

EHTE WX-ST-PNC

Tool 7.5X9.1RC 28
Ll

Work Material sus304
taElERE ; .
Cumr’gspeed 130m/min (5,970min")
X DIERE .

= 607mm/min (0.1mm/t)
HRLEYA X

Internal Thread Size Rc1/8-28

TR ©$8.2X9mm (&ED)
Drill Hole Size Through
RUITRE

Threading LenLgth 6.2mm
II75E Fuvhvh
Machining Method Down Cut
SRl KA EEDERA
Coolant Water-Soluble
{SEFAREA YRV =Tt % (BT40)
Machine Vertical Machining Center

7JI]I7'“\§SI Number of processed thread holes
590 'I,OPO 1,5‘00
WX-ST-PNC 1,3157T Holes Gauge-Out
fihttm A 1,2177 Holes Gauge-Out
CompetitorA
| = |
fattim B 1,005 boles Gauge-out

SUS304DMRA LB BRFER T MIRER=ZH—
Ul skt IC Tttt R m e R ZITVE LIc, TR
e LTI bitZE T LESHEREED, TEDES
KEETIEWX-ST-PNCOH D BIRETTBEILIRRE T
A7EMZ B ENTEX U,

Tool life comparison against other competitors under
identical cutting condition in SUS304. The tool life of the
WX-ST-PNC was slightly higher than other competitors.

Also, in terms of tool wear, it was the only tool that was in
fair enough condition for regrinding.

l&ﬁ%ﬂﬂ: Tool Wear Amount

(mm)

1}
09 -
08 t--
0.7 t-
06 -
05 -
04 -
03¢
02
0.1 -

Width of Wear i35

~ —4— WX-ST-PNC
- =@ fih#t5h A Competitor A
. =@~ {1 B Competitor B

ot ACR S
Competitor A (with Coolant hole)

-— WX-ST-PNC

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

ERATE WX-ST-PNC

Tool 7.5X9.1RC 28

R

Work Material 545¢C

CIHLEE . .
Cutiing Speed 100m/min (4,592min"")
XD 327mm/min (0.07mm/t)
eed

SRV X

Internal Thread Size Rc1/8-28

TR $8.2X9mm (&D)
Drill Hole Size Through
RUITRE

Threading LenLgth 6.2mm
MTA%E FuvAvhk
Machining Method Down Cut
SIEHE KB MELIE B
Coolant Water-Soluble
EFAREL IwR Y5t 5 (BT30)
Machine Vertical Machining Center

800 1,000
AIT7ER Number of processed thread holes

1,200

.‘1|.llil|1]l

EHRUBHNERBOAEIVE ritch-dia. Reduced amount

(mm)
0.125
w01
"
=
i
g 0.075
v
S
£ 005
(V]
0.25

- WX-ST-PNC
o =@ it A GlyTE) Competitor A (with Coolant hole)
=@~ fth#t& B Competitor B

PBZ7#X Number of processed thread holes

S45CTOAERIERTY. INT1,000NETHMTI DI ENTE BHEDH/NEDD
B REMINFRIRTEXR U,

Cutting results in S45C. The WX-ST-PNC was able to stably process 1,000 holes with minimal
changes in the effective diameter.
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WXO'ST‘P NC 7."]15-“— 9 Cutting Data

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

FEATE WXO-ST-PNC
Tool 9.5X26.3 P1.75
Gl
o SCM440 (40HRC)
HIRERE . -
Cutting Speed 100m/min (3,351min")
?DEE 349mm/min (0.1mm/t)

eed

HRLYAX

Internal Thread Size M12X1.75
TR

Drill Hole Size ®10.3
RULITRE
Threading Length 20mm
III5E guvhvk 2/(R
Machining Method Down Cut 2 passes
BRI AKEMELIERE (104%) (RIERHE:H)
Coolant Water-Soluble (10%) (Internal)
aFAEA MHRY=—VItU5 (BT40)
Machine Vertical Machining Center

| LoYel L«G)ﬁ%ﬁ%ﬂ'iﬁd)gﬂs Pitch diameter of internal thread

7.“] Iﬂﬁ Number of processed thread holes

200 490 690 890 1 '0\00 1 ,2‘00

WXO0-ST-PNC

1,1 057-'\ Holes

Gauge-Out

% TEFEMIEIE U TOERIIL Machined continuously without making tool diameter corrections.

AIBR#EMIN T Z 100m/min DEERIMN L TITIE>TH, RIFDIEELIRFMEREREL
1cEBITT, DRUDOBEMETEDEILDRELCSD. BEEMILICHAZHIETD
ZENDDFRT,

In this example, even when high-speed machining at 100m/min with internally supplied
coolant, there was no chipping and long tool life was achieved. The internal threads’ pitch

diameter measurement was stable, demonstrating the effectiveness of this tool in mass
production machining.

lﬂlﬁlzﬁwgﬁgﬁﬂs Changes in the extent of wear on the outer circumference

(mm)

(mm)
—=— WXO-ST-PNC 02 | —am WXO-ST-PNC

iz B 7007 Holes
;g F05 | F 015 |- 1,10057 Holes
1= = -
‘% .
JARTRT) EREIERL | | ! A
5 s
g £ 0.05
& 005 =

0 __J-.E?F]lgﬁ Normal Wear
BEERE | 200 400 600 800 1,000 1,200 0 200 400 600 800 1,000 1,200

BIII#L Number of processed thread holes

INZTEL Number of processed thread holes

. 17_'y DZE&E”"I ! 1&*1”3400/0 Uzwﬁﬁﬁﬁ Stable machining in stainless steels! Wear is 40% less than the competitor.

EATE WXO-ST-PNC

Tool 9.5X26.6 P1.75

REIA

Work Material SUS304

YIHLERE . .

Cutting Szpeed 80m/min (2,681min")

XD 168mm/min (0.06mm/t)
eed

HRLYAX

Internal Thread Size M12x1.75

RUITRE

Threading Length 23mm

SRR KB MEIEHE

Coolant Water-Soluble

FEFt IRV =5tV % (BT40)

Machine Vertical Machining Center

A7V UA%Z80M/mIinTIIZLTH. 1,5007W LN
THRET. ittt RBLE TA0%EFZEED WL ofcE
BITY, DEVESE. EITOEBVERIG. RIFBEDZR
EHRUIMNIZREBLED,

Even when machi
possible to machi
40% less than the
wear progression

ning stainless steel at 80m/min, it was
ne over 1,500 holes, and tool wear was
competitor’ s product. Low wear, slow
and long, stable machining of internal

threads were achieved.

le] IT‘\& Number of processed thread holes

590 1,900 1,5‘00
-ST- e fikszar
WXO-ST-PNC 1,5007X Holes Still Running
=] - frssar
C{Ewtje:t?t?)r 1,5007 T Holes Still Running

IﬂHZEGJEﬁEEﬂ: Changes in the extent of wear on the outer circumference

—=— WXO-ST-PNC

- —e— %t A competitor

(mm) 0,08
007 |..
0.06
0.05
0.04
0.03
0.02
00T

Width of Wear eIt

0 500 1,000
NOT7EL Number of processed thread holes

ejeq bumnd

il
I
T
I
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WX'PNC huIi-“_g Cutting Data

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

FHATE WX-PNC .

Tool 76X143U16 2000 HUI/:i%glumber o;p(;c;cgssed thre;(;;c;es

HHA " 1 " 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 fiktsar
HRUYAX 3/8-16UNC 8,80077 Holes Still Running
Internal Thread Size :

RQUITRE

Threading Length 12mm

HIREIHE] KB MELIE B

Coolant Water-Soluble

EFRE WYYt 5 (BT40)

Machine Vertical Machining Center

A70757ZtJEERE 160m/minTHIZ LT, 8,800
EMNTUTHERMISERE . XEXCHREVIEIRTEES
WX-PNCl&, Y¥ =0TV TOREDRUIML
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 8,8007tilLi&

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

W M ZHIESWX-PNC 1 I RIV718 Tt D 2(S DA 472K

FRATE WX-PNC WIEEE &R EY cutting Speed and Durability Count
Tool 4.55%X10.2U20
tHl 4 23%JL718 (43HRQ) a0 QA
Work Material Inconel 718 T 80 /.\ WX-PNC
HRlY1 X ™ o s
Internal Thread Size 1/4-20UNC ﬁ 70 o ./ \\ —0—1’@&:“: Competitor
RAUITRE 9mm g 60 ;
Threading Length % 70 \ 777777777777777777777777777777777777777777777777777777777777
15087 b D3ED g
Feed Per Tooth 0.03mm/t g 40 % \39\ \.{
AR AGBIELIHE 1063 g 30
Coolant Water-Soluble (10%) g— 20 16
eda Wy =y trs (BT40) £ 50 e i
Machine Horizontal Machining Center E} \. 5 :
j

0 20 40 60 80 100 120 140

AV IAXI718ZBLISYIHIRE CMHA LR UcTX YIHIIRE Cutting Speed (m/min)

MERTI. 50m/min LATOYIHIRED A 14 %Z
BBICIFAMFNIEHEDELDTY, WX-PNCIFE
DYIHLERE(CHWVTHAhHED 2 DA HREHE
TWBTEZCHER 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“%ﬁ&w 800/0 wma'l‘i Reground tools have 80% the tool life of new tools

ERIE OT-SFT-PNGT

Tool ®12x30 P1.5 HNIZITEL Number of processed thread holes THEMRTE BABENETE

. 500 1,000 Effective Diameter ~Effective Diameter
B4 S45C (90HRB) | " atEarly Stage at End of Tool Life
Work Material
kR . in- i F—I\K
Cutting Szpeed 70m/min (1,857min") ﬁ?oel 1,707 Holes ?c-:o big taper N
iFfe% EE 130mm/min (0.07mm/t) o
HRUTAX ; 7 G _Out +120um  +80um
Internal Thread Size M16x1.5 ( Reground /i auge-Ou

no coating on flutes)
A
Drill Hole Size ¢14.5X20mm
- * PR —2 (3. TEEMIEL L CEHRIL UICBaDLIHIEBRER T .

RUITRE 20mm # This is the test result without adjusting tool's diameter.
Threading Length
s SKGE T HREBEHEDOH(BI—T,JH8) MO, TERFERUCOMALLEIERTI,
Coolant Water-Soluble BMEREEBOI—T 1V INELTH. FImD 80%DMALNESND EHS
faHITE dbvy kRJL— (7MPa) hFET, BETSHCET. BELDIIAMERICESHRDZEHNDDET,
Lubricant Supply ColletThrough Here are the results of a durability comparison without cutter compensation between new
(kR @Yy —Jt>% (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 ”qu_-“_ 9 Cutting Data
. ,J‘E I: l*ﬁﬁﬁj;*‘y ht ‘y 9 b“‘ﬁ% In small diameters, Carbide Planet Cutters are effective

EHTE OT-PNGT
Tool 45x12P1 »S45C il _

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

s - N o
gﬁ!fgeed 50m/min (3,536min"") A150 |BJIS 2#% / previous JIS class2 I g"
EDEE 80mm/min (0.03mm/t) 2 ’
Feed mm/min (0.03mm 1:100 05T Hole Entr
HRUYAX S / B fararea
Internal Thread Size M6 x1 ,{:3 oo Ommmmmnn [Po Onmmmmmme Omndmmofy

& 50)°" o >
A ®5X15mm (1ED) — \>
Drill Hole Size Blind
o 0
nUl{-—CEa‘ omm 500 1,000 1,500 2,000 2,500 2,800
VieEsling Lemsii INTIWEL Number of processed thread holes
SR KA MELIEHA] a7 SR i < _
Coolalnt Non-Water-SoIinIe 2i8§9£;§£ %DQEE \L(/;L?;‘BI[ %&J’%ﬁ%&% D'%_:%i%gg g 7—;0
e~ ~ ) A~ S 1TAIR & CINRIT \BBe C o

{,\iﬁﬁ:& *ﬁﬁ;zizjor;amiﬁrﬁgcgﬁzfo) After threading 2,800 holes, the level of wear was still minimal.

INMARADTSxY My yid. TEREOEH,S
M14LL EICUDSEmRLEBAD, BETIRIVEDSH T (®SS400
NI ®RIFICAES T ENHRET, O, BEF

oy — - . - 200
HBRONSYFZMZAEHSINITHETCWS I %
ST, 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 = _
ideal for small diameter internal thread milling. Please < 100 Ot Hole Entry
make sure that the variance between entrance, inside and s
pitch diameter is kept to a minimum during machining. 2 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 ol
—73. MAFmBRIFCT6,5167VK CHfERN EIRE CTh o T,

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

pocid 50)




P NGT I"]I 5-“_ 9 Cutting Data

B ZAT—/\QUIITICB8VT, Yy TORAEEADITSRY My

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

EATE

ERATR

ERT—N\5vT

Tool PNGT Tool PNGT Taper tap

Work Material Size HSS-Co 4F HSS

TR ©¢23x20mm (G&D) SRR ; in- : .-
Drill Hole Size Through Cutting Speed 70m/min (2,073min"") 8.3m/min (100min~)
RQUITRE EDEE ; ;
izl Len“gth 20mm Feod 431mm/min (0.09mm/t) 172mm/min
SR KBEIHIHF REMES _ _

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

TILICBFBBEHRHR R, DI HE+1] DB
fBICH L. TSRy M1y DOBEEEBNIIEERIC
HEELE T, EFEDEVZCHERTEL. Ficil
TEREN/BUTICERER VDR BFRD—DT
Fo BU. REIMIC KO TIFTDRROTIEHDHFE R Auo

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 ”DIT_g Cutting Data

—— ap ¢ [ 4
. ﬂl% EE%% EBIE;EmﬂE Super high speed multifunction tool application
EHTE DR-O-PNAC
Tool M8X 1.25-2D ()

200
il
Work Material AC4B-F 1S0(JIS) 6H
Bl . .

gﬁ#@geed 250m/min (12,243min"") 5 150 |EJIS 24% / previous JIS class2
DB | r ] 2
Eedi d':"'lJing’ 2,449mm/min (0.2mm/rev) ﬁ? ________ o O3t Hole Entr

kLU 3 100 O, e <5 B fararea

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

o
AR 3.4% 7R 50
Threading Time second/hole s ol
5 N . ill Runni

UL AGEE BRI (1013) Stll Running
Coolant Water-Soluble (10%) 5[000 ]0[000 ]5’000 20,000
B W= Jtw>% (BT40) AT 7L Number of processed thread holes
Machine Horizontal Machining Center

AEBFEHDRA—/I\—T SR NME, KEHIT[EF3.4TT
THR~ERD~HYRUNIZERT. XY=V ItEvs
DY—)UIRA S DHIFZEIUT T2DHEST, ShE
ENLTICHRDICHBHERDTETH DI EZTHE
BTV, CHRHEDREIMFRESNET)

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 ,JHI;-‘_Q Cutting Data

B BT40TM26X1.50HRUMIZRIR 1 > Y—NRTET3007CLLEMIRIEE 5 s ove0rcie i ovese otinscrvassostbe

ERITE HY-PRO P T JLF KA 2/ b Multi-point
Tool TMC20-3
N 31 1.5 ISOTM2

nsert

REIA ~

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

Internal Thread Size M26x1.5

TR ©24.5X20mm G&bD)
Drill Hole Size Through
RUITRE

Threading Len;h 12mm

HREmE KEEEIEIME ER T U— (1013)
Coolant Water-Soluble Chlorine-Free (10%)
HaHITIE PIBRRIM + 51 EBEEIH
Coolant Supply Internal + External
et WYY =I5 (BT40)
Machine Horizontal Machining Center

H BT40CTM120X4.5QXZEHRUEINT HR U LFEHLRIF!

EATE HY-PRO P Y JLF KA 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
HIEERE . —
Cutting S?eed 180m/min (573min™)
A0 RE 201mm/min (0.3mm/t)
HRLY1X
Internal Thread Size M120x4.5
T ®115.5x25mm (G&b)
Drill Hole Size Through
RULITRE
Threading Lenthh 20mm
TEEHULE
Overhang Len;szh 93mm
BRI AKBEIHIRE 1ER T U— (1065) (S1ERHEIH)
Coolant Water-Soluble Chlorine-Free (10%)(External)
FEFH WYy =5t % (BT40)
Machine Horizontal Machining Center

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

ANTIEL Number of processed thread holes

‘ 190 290 390
HY-PRO P
TWFHRAV 3067 Holes Gauge-Out
Multi-point

BTA0 DM CTM26 X 1.5DRUIMIZRIELE Ulc. KIERQUDIMIICEEDST,
FTET 3007, WEEAT600A DT HEEE. TNIFEBEDYIEIS vITE HE
UCRFEU LOEFEMTY,

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!

RIFEHRALMLLEITE

Superior finished surface of the internal thread

ERERDIVY—b

Normal wear of insert
VI ZEESICRUII T, INTHEDRESNDARRUZBTA0CTINIITEX LI,
ALY RZIVDFRPEZICEDNEINEEHITT,

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)

ERAIE HY-PRO P > J)LikA >/ | Single-point
Tool TM4SC 25C31-115-2U
U 2UIDC60TM

nsert

Ll

Work Material S50C

HIEEE ; .
Cutting Speed 150m/min (1,540min")
J‘Ee?iilﬁ 213mm/min (0.25mm/t)
HRLYAX

Internal Thread Size M36x4

TR ¢32(&bD)

Drill Hole Size Through
RULITRE

Threading Lenthh 50mm
TEZEHULE

Overhang Leng;!;h 70mm

MI7E%E 1SR

Cutting Method 1 Pass

BIHHE KA MR RE (A EREIH)
Coolant Water-Soluble (External)

B Rk vy =—vJt>% (BT50)
Machine Vertical Machining Center

ANTIEL Number of processed thread holes
10
|

HY-PRO P
IVOIRA Vb
Single-point

)
Still Running

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

?
W10 T DISEFEBE wear after 10 holes of machining

DV IIVIRA Y MESTIEDEVIBIEHRI. LI RUOEINZIMHL. $HiaUDEE
BERNEZTT. FBHITE MIHRODRLEA VT —MOFIHAMAEZERUE Uz,

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.
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ALY RSN ZEYIR—bTSH3IDDY=I)b

3 Supportive Tools for Your Thread Milling Needs

3DDY—ILT

EXHY D B3 iE 0D Hll iRk
AN T 6% O HI R
TESmDZEEIL
ZRIBULET,

Reduce setup, machining time, and achieve
stable tool life with 3 supportive tools.

ALYy RZIVA NCOOISL
EWEY—-I fERY I+

DCT ThreadPro

Diameter Correction Tool for Thread Milling NC Code
Thread Mill Generator Software

TEFEMIEE
(BE(E)
RPRG

Reference value of tool radius offset

RPRG ;& A CIER &R

Use RPRG to reduce the workload

RPRG&IF. ALY RENNIICHEF TEXEF Ty MEOSEEI T

RPRG is the reference value of tool radius offset

+0.150
Bl) -TENMRG7.7. EvFI1. R/IVINITEMI0 (Y—/UNo.:8331005)
o SHRUHYAZ  MI0X]
-BMERHFBE ' 0~+0.118 (1ISO-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
n3 KE « Tolerance for pitch diameter: 0 to +0.118 (ISO-5H), 0 to +0.150 (ISO-6H)
o ¢ . ®
IRkE
D c c
gs||®°
2 5
RPRGD#EZ AN UTIHE (ASIME : 3.806)  Entered value of RPRG: 3.806
BHE 0
Pitch Dia.
YVYVYIIYY
TR¥E i ' — G=3.806 |
Radius
| |
1 1
1 1
1 1
- -= TE¥RZEANUCIBE(ASIE: 3.85) Entered value of Radius: 3.85
5=
EBFIHE Notes
1. RPRGIZBZEETT . EIMNTICBWVTIE. IITEBEBICKDEDDET 1. RPRG are reference values. Optimal values for actual cutting depend on
! = = N ° N ° the machining environment. Determine optimal values after trial cutting.
AUMTIOERETEL, 2. RPRG values are optimally established to achieve ISO:5H (formerly

2. X=KMURQUAIKISO : 5H (IB1#R) « =7 7 ABIFANSI : 3BDH1AUIEE Grade 1) internal thread limits for metric threads and ANSI:3B internal

[CRBEHEZRELTNET,

thread limits for unified threads.
3. For diameters of thread mills, RPRG values are calculated based on the

3. ALY REILDIERICH L. [RIVMITR (TERICHULT. MITESR minimum cutting bore diameter (the minimum cutting internal thread
/J \DH1 LJU"{ 7\” %Eﬁ[:%tﬂ ch{EZ?o F%IJ\B[]IEJ L){ﬂo)ﬂ"f 7\;‘\___ size of the tool diameter). To cut other diameters, it is necessary to use a

MIYBHEF. RPRGKDINEVHIEDHNELTE

smaller value than RPRG.

b¥d,

8



NCoO5SLY I ThreadProl

NC code generater software of Thread Mills 2w RZ0O

ESICERICIE>T=Web g ThreadProhiUU—ZXULFE ULT:!

A more convenient Web version of ThreadPro is now available!

NCTOIS LERRY T b

[ThreadPro (AL w R70O)] #EZX .
EREBZREETF. BRICMITOITSLE
ER T DT EDTEFT,

IV AVDEWVWHHETE. AN—FT 3V
PYITLw FPCHSFHIABIEETT .

% AT-2[3Web kit ThreadPro

Generate codes for complex machining couldn't be easier. Create TQ?}EFEEJE‘E'@?O )
machining programs at ease with OSG's revamped NC code generator >~<AT'|2 is supported by Web version
only

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

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

NKZABHSEICTHADENFAEORETI .
50% 100% FIe UAHBIC100%EANTDTET,
TOAvhOTOISLBBRICERT 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.

w
c
k]
°
o
3
==
F]
@
Y
=3
w

%&%’ \01947 Selectable path mode

)
7:{
~
b4
I
1V

BEREBRICEVILFED. MEERICEFIY
JIVEDERBZBICHDETRERTETT,
HRIITILFEDTI D, MNITE-EZDIFT
PmBZERUCVEUWIITEE DR,
BOY VI IEDZESHL 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”

2DV J)UiED Pass Type : Continuous




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

HRUOBEMEEZEIET S [DCT75]

Quantify values of the internal thread pitch diameter with DCT75

fd 52 &

Evaluation

V] FEHIEEIZHZ | P86 ))

Diameter correction is frequently required

V] RFIEDEE L LY 'P.86-P.90 )

Diameter correction is difficult

VEHmIMICIESmZEE LWL ED

Want to extend tool life with uninterrupted machining

J HRUDBHEFSTIVZEIEL LIV D)
(A Fig, BUBEICRLS—JOUT)

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

D

ZAh 1DLl EHBHIHSE. DCT75%ZFEL)
HRUBNRZHE(LTHETHEHR!

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




FRRIZER Rinasiokw b
Time reduction Significantly reduce time required for correction

ALYRZIVINTICEWVWTDCT75ZEVSH R URMNRER ZT5 LT RIRDBEZKIBICERI DI ENAETT,

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 %

1%5'% (RUHT—IDFHER) Conventional method (using only thread gauge) Total 130 min.
First time 1 Step 2 Step 3 Step 4 Step 5 Step check
104 s - @wEE 1/5

104 min. reduction & 1/5 of the steps required for diameter correction
DCT75 Total 26 4
Total 26 min.
e
3 A Pass internal thread check
First time 1 Step

INTEFRI165 + EREXDEFRE 105

Cutting Time: 16min Setup time: 10 min.

OTHRUZEIMTURE. SRUERIREIE
4t 3k YA FTA(ARER) DFEHZNTI,
1 DCT75

Conventional Method ﬁ;ﬁ (RUHF—IDOHEE)

____________________________________ Max HRUBEMBENINAITADEZER. QU —I
(GP)[F, HRUICEKABT, ENKSVRTE
EEINEFERLDDIDFEEA. ZDH.E

3 759 ; i e e 72 |
e 2% ATOUMEED. MIEDRCENRAE B
50% . Ut S ZRIENRDEL . BBRDEEEONDET, 7:'\:
_______ B BLF—VaE g
SEEﬁE Pnll?b;:yg“eh*gk ;zg Pitch ﬁiamjtevchecl;/ . JE'E@EE DCT75Em |\§
Sth correction ass thread gauge checl 4 g pass thread gauge checl ey, " \))
P HRUAHEN VAT ZDEATH, DCT75 [k
amemE SPEBNEDL T | 0% & AHEBAEDTETT. ZORDH.HRL

GPing'@-u-:;:é """ T meawe IKRZDE T D EFSBYIIEEMIENTIEE

Basic pitch diameter =
gEEﬁlEE GP stops halfway T 3_0
57501 S
20EHE GPABRL

GP not pass

2n corection rt BMEESR When machining the internal thread for the first time, the pitch
|OEBE GPASELY BREEBRE diameter of internal thread tends to be minus (fail).
: GP not pass [ 7@
1st correction Pitch diameter check / First time : i
determine diameter Conventional method (using only thread gauge)
GPASRELY correction amount When the internal thread pitch diameter is minus, the thread
FiiﬂiE GP not pass gauge (GP) cannot be entered into the thread, thus unable to

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,

FIEICH D> ToBSR IEICh Do T BsRE resulting in long setup time.
Correction time Correction time
2653 x5=130% 2653} With the use of DCT75
26min X5 =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.




R% lJTC.U-'-I{_ ‘J_}b( ?ﬁE‘J_}b DCT75) Total Solutions for Your Thread Milling Needs

Extend and stabilize tool life

ZEML TEFG7YI -TEERORE

EFMTICKDITENERLTVKE MITNZDRURBRLICNELEDERT . ZORHIMITIAD%ZE. HRUEME
D75% (HRE) hSRY—FFTBHIET, MINHZEEPTEDFRTI
‘RUT—IGPDIROLNRERET75%ZHIEERBTITH., DCT75%ZEZ I, HETHBERICT5%ZEIENATEE
TY, BO.@AUUENSAT—FFAHIETIESFMORELXT,

- 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
HRUEMEFEE 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
0.04
0.02

0

60077 Hotes
GP-OUT

Pitch dia. i % ot

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

ITEESG 4 & 4times the tool life
$¥75%D Sl ITRE

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

2,30077 oles

Pitch dia. fi % 2t

2,400 2,500

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

AIIITEL Number of processed thread holes

BaR75%DIEIE. v/ I8RCHIEILTULET (X—NL: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
6H HRUEMEFFEZE 0 ~+0.160

Tolerance of H6 internal thread pitch diameter

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

Tolerance of JIS2 internal thread pitch diameter

—0.160 X 0.75 =0.098

‘:."_‘-*_.':‘..*,' LT _...__._..__, o

8



Rkl A DCT75&RUT—IDEWN

[ONERITAZINE RGNl el EINSEM Difference between DCT75 and thread gauge

RUT—JF ERDOAEBHOZHET HAEETIH.DCT751F.
HRUDEMNRZHEELTHIDIEDTIRETT

‘DCT75(F TINO—F 4V IMETMAEICENFTT . TSI,
I—FT4VIREICED . ERRRZER CFIVINARETT .

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

- 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.

13 L‘) b‘-‘ = :J“ Thread gauge

SNSRI ZHE

Judgement of pass or fail

max 0.160

0 EEFWER

Basic pitch diameter

min

19319 Uﬁ%?§®§1t§%%$|':§ﬁl§ Easy to determine

F—NO L XENDH SN

Oversize quantity is unknown

[CAVACY: 33

helps to select tap

1 XV 1 0.086 I

/__0.03
min ------ l Aﬁe{’j:ﬁg | ----- 0 BEFHR
Basic pitch diameter

FHCS S

Pass internal thread check

&

Knowing the oversize quantity

EEFEIARG

Abrasion condition

BNREHEELTHBDZEN T HE
(DCT75 BB D5 E(E)

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

Max ---- peee— - - - - 0.160
+0.110—
+0.046—

min ---- S ___. 0 EEFHRE

Basic pitch diameter

—0.068—

changes in the internal thread pitch diameter

XyFPRNBCIDENEDEILT DIcsd. AyvF. BLIBLICED S —IDNESBEVEVNSHBEDEEET
DCT75 CXyFRIEXYFERDE—HRUDOTEMNRZATL. BWRE(LEZRDILET. RELFYYTHRENEIRTERT .
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 DCT75 t“;ﬁ“i% After measurement with DCT75

F—NY1XENDND

Oversize quantity is known

A 0.18 Z’—I\“U‘»{Z“Eb\“ MaXx -awawszsawawy === 0.118
HhBEIYTEEIC | o=t

1 X FEl B0 10.106
3
16%
5 a2’ 10.057
M oo 0 EEEME

Basic pitch diameter

(M6X1—5HBFD A X—3J) (Example for M6 X 1-5H)

w
c
k]
°
o
5
==
F]
@
Y
=3
w

)
7:{
~
b4
I
|V




Ri lJTC.U-'-I-: ‘J_}b( *ﬁE‘J )II DCT75) Total Solutions for Your Thread Milling Needs

2 D a)E L‘ H 2 Measurement Methods

%@@ W'ﬁi‘:‘ l': &%%%iﬁui @ Simple measurement by notch

PIREGF. BHEOmMIn,/maxDUBEZRLTCVE T, IREHDRUAHED S, BRICLDEHNROEZAED

A[EET 9,

FIREDmMin/maxDEIF. [X—KLRU:6H " 1=T7400:2B/R-PTRQU 1 JISB02031F#] ODHRUIEE
EREICRITTVED, 1E|b\ DCT75(3: HEZRIANDEH. FBENELDIHRUICHERTE T,

+ 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 FEEATE FHEEALE

Out of tolerance Within lower tolerance Within upper tolerance

-H'-‘—

LT_ 5 :

max

X—=hFILRL

Metric thread

AZT774R0 R-PTRU
Unified thread ~ R-PT thread

(UL

Lar
$

\. ..

p

p
\
\
i
\

—50%

T A

100% : I E I
;% el Be

%m@ 17_'b|: *%ﬁ'ﬁiﬂ“i @ Numerical measurement by scale

AT=)ETY vV IHEDES (H) ZEAIL. ZOENSENERZHEITDLET AMERAEZRODIENTFETT,

FEX(E. RUTA XCKOTEBEDET,

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.

#l:29mm
Example : 29 mm

— P4
OxENE
Pitch diameter at hole entry

=(30—-H—-C)+25

FEXF. RUY A XCLOTREDET,

SIZE (H) Measured height

=4 ", - -
m QRI—RHSIMERZTHER TS Lo
The formula may differ depending on thread
size. Please scan the QR code to confirm the
formula.
BEFMER0)
Basic pitch diameter

REKR:M

BfiI:mm Unit:mm

W—JLNo. IR o () | AR | ERDES(O)
EDP No. Thread size Measured | Pitch diameter | Chamfer depth
height at hole entry
26 | +0.15
9342019 | M6 X1 ;g +g'(1);
9342020 | M8 X125 3 10'03 025
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 - 10'06 05
4 14%15 o 002
9342027 | M16 X 1.5 3 0,06




;yglbg'ﬁﬂubﬁjﬁg (Z' 795 y%i) Digital measurement is also possible (optional accessory)

DCT75ZHRUICRLIAARE. TIFIVRREZDCT/5ICHUATAREII CTHERBRZET IYFILRTUE T,
STEFERE. BEFYRECHITSEZ0.001mm 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 - Zi @E¥E-HOLD#: &k @7 2= ¥ E #BE
Simple - peace of mind Rotate - hold function Tolerance judgment function

BHREL—BER EOEERADTE REER)ZREING
Clear indication of pitch diameter |2 R DRIFH AT 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)

_ sk U-WAVE& [ HAT—5Z DA P U RBE TPCICERAD Z &N
® Uu-w\/es\ulpEoEdﬁj e TEBHMCTI(ZYHFIRU-WAVEDTEADHETT)

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

?y“g’bﬁa_:ﬁa)ﬁb‘ﬁ How to use Digital Indicator

@ *ﬂﬁﬂ ESE Initial setup g;;;ﬁ%@éigi?;ﬁgfﬁg;ﬁg‘ @ DCT75 E wn U I:ﬁl Insert DCT75 into the internal thread.

[0.000] [CLZE TS

Place the digital indicator over the height master,

press the center blue button to reset the digital
display value to [0.000]. !
DCT75 =
>3 o & N . — of—
%/_ﬁggl' B > RUBHF—/UCHSTBOET
e, T DT, ETHTLEDET, b
indicator The DCT75 thread is tapered and will make 7'-‘° (%)
2 the insertion stop at a certain point. %
: & E
Nk = ks
NRY V) 3
Hetght Master DHBEOTOEY MEETT. | &
BETSUBERBOELA. @
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.
=13 —sy — o 5, % = =
@ Ehl-;ﬁu Measurement. T{@)bfﬂ'\%ﬁ%DCTZSQJT’JQiiﬁ @ éﬁmgwﬁﬂ Confirm the amount of diameter correction
NSHEULATEY. AR (FHEE)DRT
ETNET
(&3 o | h4 N - o
Place the digital indicator over the DCT75. +0.200 iﬁ‘lk@ﬁ*m§b\ﬁb\éLtt‘ .
The current effective diameter (calculated value) RICHELRBEEZMNDEN
will be digitally displayed. TEET,
&) ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, By knowing the current effective diameter
+0.150 value, the appropriate diameter correction
1@ (75%) amount can be determined.
v E
3 NG
£ Ns | +0.150-(-0.052)=0.202
= N 75% RE BWEEER)
= o’ Target Current Diameter correction
& + £ amount
c @
= £
g

BEAEBWRICH T DIE
Value relative to the
basic pitch diameter 0

(BEEHE)  -0.052(FRE)

Basic pitch diameter Current




DCT75 ”uI*EEﬁ Q&A FAQ about DCT75

Q. RUILTHRLTI—ITHDCT75

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

A.

Q OFTICKELHEMD DG DT, TIHIVKRTRIETE

HRUDEDNTHIEDNTHERATEFTI D,
HRUMIEDIRDIFZEFIF. DCT750RUKED
B, DPRULEARWVWC EZATTHEE 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.

MEZFETH ?

¥ IED ROBE

For blind holes

T e jI THLGTH<2

AlcEXTh?

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

—RANEEINDICERATESDRSIZERILTHDE
IO RETEHBDOPELSOHDSHBHZEITIE.
#UE%*%ILX*<E’§=§“Z>%3D\‘EBDi‘g“o FERX

BB FHR@ICTEHRAIDTIEE T T,
lef(ﬁﬂybﬁ*) %Lﬁ&wb\a)_t BF?L\ bﬂ—F
EV(CTEDDCT75DHIERERICEELF D)
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).

Large chamfer Counterbore

Z+1.5mmiZx (C 0.75)
Wlderlhan thread diameter +1.5mm
| ——————>

SR
Thread diameter

e

|
!
|
!
|
!
T

% mEH

Example on special tool

=% m

Standard tool

HSRUOTICESDHH B
FTYFIRTEZOTICHRLE
TTEEWV
HEICKELFEENELD)
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)

EE£m
Standard tool
i N
1 g |
1 1
1 g |
| .
o gy | ! !
HRUDFARFIRDIZH. i i
FusLEREEOTCALY |5
TTEIEW | gl |
Due to the thin-walled internal thread, i E—
the digital Indicator cannot be pressed 1 b L
against the hole entry. :
v

SHRUOTELEE

Hole entry surface of internal thread

$HRUOTELER

Hole entry surface of internal thread

¥ 5%

Special tool

1

INA DY RY (5 Em)

! Height Master (Special tool)

=

15 5% m

Special tool

1

N1 I\Vzg(ﬁyﬁnu)

Height Master (Special tool)

»




Q.DCT75(F. YR UDEBHEICEZAETIH ?

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

A HRUDEEHEICHERTET . DCT75F ALY R IVARMIEY—ILTT, HRUDEEFHEICIE
il QU —IEEATEL.
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 ¥IEHERDISHEME ?

How reliable is the judgment result?

“ 10.02mmBAZBELTVNET GIER. \M MRAYICKO>THERRZ LTS EDILEBARETT) .
EHECERLCLRF. HOIBECHUT—EDHIEZIFDZ LTI, DCT75TIFEDBUDHEN£0.005mm
PATHETT (DRUDHMEPRRICEOTIF/NSYFHARELLEDEZEEHHDET),

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).

QAXEYAXARHDIIH ?

Do you have a tool for large thread diameter?

A M24#E R UTEZDAEY A X N\ R ERROBHRBTHIGLTEDE T,
il SHEEFITBELEDHDE TS,

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

% mE

Example on special tool | ¥ ERGADNRLEDET,

Usage is different.

19 U*ﬁ#ﬁglgo)_l%—a E;:E\IJ D % II:H m%ﬁ@wu Sample conversion table

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

wv
c
]
°
<]
5
&
=
Q
g
<
w

)
7:'('
~
b4
I
|V

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

Omm +0.253
#17mm
r[-:lprox. 17mm Tmm +0.233
2mm +0.213
| )
3 17mm -0.088
: 18mm -0.108
: 19mm -0.128

\ 7=/t 1/50
Taper IHRHICRERZEHULETT

The conversion table is indicated on the
specification drawing



Z I/ ‘y FE)Lm?%*ﬁIE‘y_} IJ Diameter Correction Tool for Thread Mill

DCT75

THLGTH

—

| _.1I| S .. & IDCON
i | (N keennnnn e
13[30?535 ‘M-MJ Bfii:mm Unit:mm
Y—JUNo. R_RUE LEDTEONERURES (mm) | J\> RILRE F—I\ HE/\A FIYRY = RS
EDP No. dS THLGTH Measurable Depth (mm) in Blind Hole DCON Taper Height Master Recommended | Stock (Yen)
9342019 M6 X 1 6.2 6.2~ @10 Va5 35,600
9342020 M8 X 1.25 7.3 7.3~ ®10 Va5 36,400
9342021 M8 X 1 6.2 6.2~ ®10 Yas 35,400
9342022 M10 X 1.5 8.3 8.3~ @10 Yas @ 37,000
9342023 M10 X 1.25 7.3 7.3~ ®»10 Va5 @ D 35,400
9342024 M10 X 1 6.2 6.2~ ®10 Va5 @ 37,000
9342025 M12 X 1.75 9.7 9.7~ @12 Yas @ 37,800
9342026 M14 X 1.5 8.7 &L=~ 14 Yas @ 39,400
9342027 M16 X 1.5 8.7 8.7~ @16 Va5 @ 40,400

1. 6HABE DRI AT REIF I REREL CHDE I DT, 4H,5H IS T JISTICH
COFRFEATEETY,

2. HRUHIEXDRDEBER. DCT750RURED D, YPRUERHEVTE
ZTHRTEL.

3. HRUICFVE+1.5mm(C075) I DEED - B DO HHDBEF. /\ 1A YRS
DEEDNDEICHEDRT. EEANSHNEGDETEL.

RUDIEFE : U UNJ

D=1Z#£7FEEfm D=Standard stock item

1. Since it is made to measure class 6H, it can also be used as is for 4H, 5H, JIS |
and JISII.

2.If the internal thread is a blind hole, please confirm that the internal thread
length is longer than the screw length of the DCT75.

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.

BfiI:mm Unit:mm

—J)UNo. FU RUE LEDREOHERUES (mm) | J\ RJLE T—I\ HE/I\A YRS == TRAE(AE
EDP No. Thread Size THLGTH Measurable Depth (mm) in Blind Hole DCON Taper Height Master Recommended | Stock (Yen)
9342028 Va - 20 UNC 7 7~ ®10 Yas 34,600
9342029 Va - 28 UNF 5 5= ¢10 Yas 34,600
9342030 %16 - 18 UNC 7.8 7~ ®10 Vas 34,800
9342031 %he - 24 UNF 7 Vi ®10 125 35,400
9342032 %46 - 32 UNEF 5 5~ ®10 Yas 41,800
9342033 3% - 16 UNC 8.8 8.8~ @10 Yas @ D 35,400
9342034 38 - 24 UNF 7 7~ @10 Vas @ 37,000
9342035 716 - 14 UNC 10 10== ®12 135 @ 37,000
9342036 746 - 20 UNF 7 7~ ®12 Yas @ 37,000
9342037 5 - 13 UNC 10.8 10.8~ ®13 Yas @ 37,200
9342038 12 - 20 UNF 7 7~ ®13 Vas @ 37,200

1. 2B REE DRI EATRE SRR EZ U CHDE I DT, 3BICHIDEXEMAAEET T,

2. HRUDIEXDRDEZE(F. DCT750RUREDH. DPRURNRVTEZTHEER TS,

3. HRUICHEUE+1.5mm(C075) MADEERD - EELOHGDIBEE. /\ A ~YRAID
BEEDMEICEDE T, BEXMNBRVEDETEL,

RUDERE : R(PT)

D=12%#E7E£EEH D=Standard stock item

1. Since it is made to measure class 2B, it can also be used as is for 3B.

2.If the internal thread is a blind hole, please confirm that the internal thread
length is longer than the screw length of the DCT75.

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.

BfiI:mm Unit:mm

—J)UNo. QUR I\ RIUER 2 AN #E)\A bYRS = TRAEH4%
EDP No. c THLGTH DCON Taper Height Master Recommended Stock (Yen)
9342039 R (PT) Vie 6.01 ®10 Yie ® 42,400
9342040 R (PT) % 6.01 @10 Ve ® D 44,200
9342041 R (PT) Va 9.02 14 Yae ® 44,200
9342042 R (PT) 34 9.36 $17 Yie ® 48,200

1. HRUDHEEIFREQU. PTRUE—CTIDT, EB5[CHEMATEETT

2. DCT75DRUER. 1D REFARIFPTHRUAT —/INT SIS —I =R U FIRRE
EFOTHEDOEI D FEMERERZEEDCT75F Y I FIVRBELEOTHDE T,

3. DRUICELOHDGDIEE. XIFRHHARDORU IS —I TEBHEZ LTV DIEE(F.
BEANBRLEDETE,

BHRREMINAETT, SHEXRFTORLEDETEL.

3)

D=12%#7EER D=Standard stock item

1. Since the internal thread class is the same for R screw and PT screw, it can be used
for both.

2. Although the DCT75" s screw and notch portions are shaped based on the PT
internal thread taper plug gauge, each part tolerance is based on the DCT75" s
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.

Special tool available. Please contact your sales representative for details.
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. ?Dglbﬁﬁﬁ Digital Indicator

—)UNo. A X AY—=THE | RU=T7E | [wmT—/\ £ R4
EDP No. Applicable Size Sleeve Dia. Sleeve Hole Dia. | Applicable Taper | Stock (Yen)
M6 ~ M16
1
9342052 Ul ~ 1 ®»23.5 ®17.5 Yas D 103,000
9342053 R (PT) %ie ~ 3% ®»23.5 ®»17.5 Y16 103,000

D=12#£7fEEf D=Standard stock item

1.HRUDFIRE, AU—THE, NEZETHERD L, HRL 1. After confirming the shape of the internal thread, the sleeve’s
OTTICHUHTONDIRD TR T (P.86SHR) outer diameter and the hole diameter, please confirm the
27VFIERIG. SYRIARTIRF v IAIIT— T & (E shape of the internal thread’s entrance where the sleeve is fitted
AULTHED. DCT75FRTOTSLZEY FUKIREETH against.
mLFE T, 2.The digital unit uses the Digimatic Indicator manufactured by
Mitutoyo, paired with programs exclusively made for the DCT75.

¥ DCT75RU/\A N2 =Ty NCTEAREL, #Please be sure to purchase the DCT75 and the Height
Master as a set.

Z2U—T74R
Sleeve Hole Dia.

I

i ZU—THHE
Sleeve Dia.
. AT ¢ I‘?Zg Height Master
EDP No. Size Stock (Yen)
- ® 9342043 28 13,200
@ 9342044 28.25 13,200
® 9342045 28.5 13,200
@ 9342046 28.75 13,200
® 9342047 29 D 13,200
® 9342048 29.25 13,200
e @ 9342049 29.5 13,200 H
®16 9342050 29.75 13,200 it £
O] 9342051 30 13,200 | 2
D=#Z#£7£Ef D=Standard stock item hg
1.#8 : AF—JL 50 ~55HRC 1. Material : Steel 50 - 55 HRC v o
2HBBFEZE  £0.015 2.Tolerance of H: £0.015 | &
¥ DCT75RUTIIIVRRBZELT Y NCTEA #Please be sure to purchase the DCT75 and the digital 1
TEL, display unit as a set.




Z IJ ‘y Fslbmii*ﬁm‘y_} b(X:E U 1#) Diameter Correction Tool for Thread Mill (with Scale)

Sleeve Dia.

6H mXE UN for 6H with scale

Y—JUNo. 220 RUlR LED D ZER LIRS (mm) AY—THE 1R TRAEAA
EDP No. Thread Size THLGTH Measurable Depth (mm) in Blind Hole Sleeve Dia. Stock (Yen)
9342000 M6 X 1 - 1.5D 9 9 ~ ®13 60,600
9342001 M8 X 1.25 - 1.5D 12 12 = ®13 61,800
9342002 M8 X 1 - 1.5D 12 12 ~ ®13 60,000
9342003 M10 X 1.5 - 1.2D 12 12 ~ @15 62,400
9342004 M10 X 1 - 1.2D 12 12 ~ ®15 62,400
9342005 M12 X 1.75 - 1.2D 14.4 144 ~ ®17 64,200
9342006 M12 X 1.5 - 1.2D 14.4 14.4 ~ o117 63,000
9342007 M12 X 1.25 - 1.2D 14.4 14.4 ~ o117 64,200
9342008 M14 X 2 - 1.2D 16.8 16.8 ~ @19 D 67,400
9342009 M14 X 1.5 - 1.2D 16.8 16.8 ~ @19 66,600
9342010 M14 X 1 - 1.2D 16.8 16.8 ~ @19 72,200
9342011 M16 X 2 -1 D 16 e = @21 71,600
9342012 M16 X 15 -1 D 16 16 ~ ¢ 21 68,600
9342013 M18 X 25 -1 D 18 18 ~ ®23 76,800
9342014 M18 X 15 -1 D 18 18 ~ ®23 72,200
9342015 M20 X 25 -1 D 20 20 == ¢25 83,600
9342016 M20 X 15 -1 D 20 20 ~ ¢ 25 76,800
9342017 M24 X 3 -1 D 24 24 ~ ®29 97,400

1. FOR+HImMmBIDERDHG HHE. AU—THRUTDESDOHSHDIHE.
BFREIABICEDE T,

2. 5H. 2#k. 1#RDAAUICHEMARTEETT,

3. HRUHLEEDRDBEF. DCTORURELDE. HRUKRHIRVI EZTHER
TEL,

3B QXE Uﬁ for 3B with scale

D=12%#7£ES D=Standard stock item

1. Customization is required for chamfer exceeding thread size+1Tmm and
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—J)UNo. 220 fRUlR
EDP No. Thread Size THLGTH

9342018 %6 - 24UNJF - 1.5D 11.9

LEDTEEDHER LIRS (mm) ZAU—THE 1R TRAEAHA
Measurable Depth (mm) in Blind Hole Sleeve Dia. Stock (Yen)
11.9 ~ ®13 D 84,800

1. FOR+HImMmBIDEROHNS HIHE. AU—THRUTDESDOHSHDIHEE.
FFmABICEDE T,

2. HRUDIEXDRDFEF. DCTORURED B, HRURNRVT EZTHER
TEL.

iﬁ“iﬁ;ﬁ Measuring Method

D=1Z#£7fEEf D=Standard stock item

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.

FRHEY—ILERUAH. IEEFO>EBDRAV—-TJICHDSA VEBRTORTIDOE R ZEUEIL
TACEDTEF I (RVYRIWITERDBEORBIEICERT )

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).

@

HRLIC () -

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

BREY—ILD =
LFBETHET o]
RLAD

81 UDIHEI(C
AU—T7ZEHT
ZAU—=TCDOVTWD
ML R CTEET D

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

BEEY—ILZE
HRUNSKRERD

Turn the tool in reverse to

remove it from the thread. B

_
B
n

XEUZEGD

Read the value on the scale.

8

MHAEERFERTY,

HRUDETHIEIFRAS —IZTEATE.

MEAREBICKOTEHREDBEATETEVEED

SEVFET,

*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—542J

Recoating

BiE-81—FT«120

Tool Reconditioning

ERATCERLLFO>EIEZ#HSE
BIATACLRE.BEERILE
WIRIRIBOREZTHNDEBIC
DIENDET,

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

BifE
Regrinding

D 04
®RAE

Inspection

BHE-BI1—5«42J

Tool Reconditioning

o1

R AR RS - e
Inspection upon arrival Packaging and
shipment

05

EEVSLII

Carbide Recycling

BMECELBL L LBETIRRIBAR/\—RXZILT [BEYYAI)V] §DHTEHTRETT,
BEUTAIIE HLPEBOL7AIIN ZLZL{SCBREMADERAEZ 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.

BHAEN—RX5) {8

BEITETHNIE. ZLDODEMEBEIENEABHOK 18&HbDEIRE  20kg~ U1 IILEE :
IVREW-RU-U—7- (H—Xwh E5Zw2. GERIZAARN—RASLICTEE- IRDAHICTH I
FyTEDHRIEFRE FREM Y YO EDODORER) EREEELL)

As long as the tool has been hardened, it doesn't
have to be separated into categories such as end
mills, drills, reamers, and tips.

Tools that contain a small amount of different
materials are accepted (tools with cermet, ceramic
and steel shanks are separated)

Amount of material that can be sent for recycling :

20kg and over (shipping costs are paid by Nihon
Hard Metal Co., Ltd.)

Recycling payment :
by direct bank deposit
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/N BECBENWNRE L DIT

« TEZEAT 263, BT 2RRNDIDT, HIFN/\— - (REIRS - REWNSEHEALTTEL,
NI RFTRSIENT FEL.

+ FID K FIFRFTHSIENTTEL,

* TEOYINBEDEL Eo e SERZEFIELTREL,

« BEE - RERBHNRELLS. BSICERZHRLELTREL.

* TEICEFZMRIFVNTTEL.

« MIFIICTEDTERRET> TR,
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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. Copyright ©2016 OSG Corporation. All rights reserved.
» Do not touch cutting chips with bare hands. Chips will be hot after cutting. « WRBICDOVTIR, EBICHR - MREIT>THDFIDT, FELLLEFAYOT BRI TIFEE
+ Stop cutting when the tool becomes dull. muu oo S 2 o e & - o

+ Stop cutting operation immediately if you hear any abnormal cutting sounds. EEIRHEDHDET . Tool specifications are subject to change without notice.
+ Do not modify tools. - AEBEWABTOEMEH - BRZRUFT,

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

C-85.518.AB.BHH(DN)
25.02
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