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Drilling, threading and chamfering in one tool
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Thread Mill for hardened and pre-hardened steel (~Hrc50), alloy
steel, carbon steel, cast iron.

4ETM tool performs both drilling, threading and chamfering in one tool operation.
Pre-drilled holes are no longer necessary.

While drilling and thread milling are performed simultaneously, the chamfer

is threaded finish.

This multifunctional tool can be used with all blind holes and through holes.

For shank diameters 8, 10, 12mm tools are recommended for internal grade type.

= All tools are left-handed, thread mills capable of right-handed rotation and
T(!iltmg H1 §I Romon DATA leftt-handed rotation.
T * We do not recommend using a ER Chuck.

ISO 24&=

ool Unit: mm

QIEE3d (Without coolant)
4ETM 024 070 S06 M3 M3 0.5 4 2 1.37 2.17 2.4 7 0.4 60 6
4ETM 024 085 S06 M3 M3 0.5 4 2 137 217 | 24 8.5 0.4 60 6
4ETM 032 092 S06 M4 M4 0.7 4 2 1.74 | 288 32 9.2 0.57 60 6
4ETM 032 112 S06 M4 M4 0.7 4 2 174 | 288 3.2 1.2 057 60 6
4ETM 039 115 S06 M5 M5 0.8 4 2 221 | 3.61 39 115 0.7 60 6
4ETM 039 144 S06 M5 M5 0.8 4 2 221 3.61 3.9 144 0.7 60 6
4ETM 047 140 S06 M6 M6 ~ M9 1 4 2 2.82 4.4 4.7 14 0.79 60 6
4ETM 047 170 SO6 M6 M6 ~ M9 1 4 2 2.82 4.4 4.7 17 0.79 60 6
4ETM 061 180 SO8 M8 M8 ~ M12 1.25 4 2 4 5.8 6.1 18 0.9 65 8
4ETM 061 220 SO8 M8 M8 ~ M12 1.25 4 2 4 5.8 6.1 22 0.9 65 8
4ETM 078 230 S08 M10 M10 ~ M15 1.5 4 2 5.16 7.4 7.8 23 1.12 65 8
4ETM 078 280 SO8 M10 M10 ~ M15 1.5 4 2 5.16 7.4 7.8 28 1.12 65 8
4ETM 090 260 S10 M12 M12 1.75 4 2 6.2 8.6 9 26 1.2 80 10
4ETM 090 330 S10 M12 M12 1.75 4 2 6.2 8.6 9 33 1.2 80 10
4ETM 118350 S12 M16 M16 ~ M23 2 4 2 7.4 1.4 | 11.8 35 2 100 12
4ETM 118430S12M16 M16 ~ M23 2 4 2 7.4 1.4 118 43 2 100 12
HEZ8d (With coolant)
4ETM 047 140 S06 M6C M6 ~ M9 1 4 2 2.82 4.4 47 14 0.79 60 6
4ETM 047 170 S06 M6C M6 ~ M9 1 4 2 2.82 4.4 47 17 0.79 60 6
4ETM 061 180 S08 M8C M8 ~ M12 1.25 4 2 4 5.8 6.1 18 0.9 65 8
4ETM 061 220 SO8 M8C M8 ~ M12 1.25 4 2 4 5.8 6.1 22 0.9 65 8
4ETM 078 230 S08 M10C M10 ~ M15 1.5 4 2 5.16 7.4 7.8 23 1.12 65 8
AETM 078 280 SO8 M10C M10 ~M15 1.5 4 2 5.16 7.4 7.8 28 1.12 65 8
4ETM 090 260 S10 M12C M12 1.75 4 2 6.2 8.6 9 26 1.2 80 10
4ETM 090 330 S10 M12C M12 1.75 4 2 6.2 8.6 9 33 1.2 80 10
4ETM 118 350 S12 M16C M16 ~ M23 2 4 2 7.4 1.4 118 35 2 100 12

4ETM 118 430 S12 M16C M16 ~ M23 2 4 2 7.4 1.4 | 11.8 43 2 100 12 -
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ﬁm/ 4 Flutes Multi-functional Thread Mill for Generality W
YT 42 HE PS4 =Y #

InCh é .I%OP% 2| Unit: mm

o 228 (Without coolant)

4ETM 021 072 S06 NO.4-40 40 4 2 1 1.76 2.1 7.2 0.38 60 6

4ETM 021 088 S06 NO.4-40 40 4 2 1 176 2.1 8.8 | 0.38 60 6

4ETM 026 086 S06 NO.6-32 32 4 2 132 221 26 8.6  0.45 60 6

4ETM 026 105 S06 NO.6-32 32 4 2 1.32 2.21 2.6 10.5 0.45 60 6

4ETM 030 100 S06 NO.8-32 32 4 2 142  2.62 3 10 0.6 60 6

4ETM 030 122 S06 NO.8-32 32 4 2 142  2.62 3 122 | 0.6 60 6

4ETM 035 114 S06 NO.10-24 24 4 2 1.58 3.18 3.5 11.4 0.8 60 6

4ETM 048 145 S06 1/4"x 20 20 4 2 269 429 48 145 08 60 6

4ETM 048 180 S06 1/4"x 20 20 4 2 269 429 48 18 0.8 60 6

4ETM 050 144 S06 1/4"x 28 28 4 2 3.2 4.58 5 14.4 0.69 60 6

4ETM 050 178 S06 1/4"x 28 28 4 2 3.2 4.58 5 17.8 0.69 60 6

L= 298 (With coolant)

4ETM 048 145 S08C 1/4"x 20 20 4 2 269 429 48 145 | 08 65 6

4ETM 048 180 SO8C 1/4"x 20 20 4 2 269 | 429 48 18 0.8 65 6

4ETM 050 144 S08C 1/4"x 28 28 4 2 3.2 4.58 5 14.4 0.69 65 8

4ETM 050 178 S08C 1/4"x 28 28 4 2 32 458 5 17.8 | 0.69 65 8

4ETM 065 176 S08C 5/16"'-24 24 4 2 434 602 65 176 085 65 8

4ETM 065 218 S08C 5/16"-24 24 4 2 4.34 6.02 6.5 21.8 0.85 65 8

4ETM 067 260 SO8C 3/8'-16 16 4 2 398 618 6.7 26 1.1 65 8
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4 Flutes Multi-functional Thread Mill for Aluminum W
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+ Thread Mill for Aluminum, Aluminum alloy, non-ferrous and non-

metalic materials.

4ETMA tool performs both drilling, threading and chamfering in one tool operation.
Pre-drilled holes are no longer necessary.

While drilling and thread milling are performed simultaneously, the chamfer

is threaded finish.

This multifunctional tool can be used with all blind holes and through holes.

For shank diameters 8, 10, 12mm tools are recommended for internal grade type.

GTAC 15 Py All'tools are left-handed, thread mills capable of right-handed rotation and
Coating | Helix Angle Romon DATA leftt-handed rotation. .
+  Wedo not recommend using a ER Chuck.

[SO= zz"d'E kol Unit: mm

9% 278 (Without coolant)

4ETMA 0105 033 S04 M014 M1.4 0.3 4 2 0.61 0.95 1.05 3.3 0.17 45 4
4ETMA 0105 040 S04 M014 M1.4 0.3 4 2 061 095 1.05 4 0.17 45 4
4ETMA 012 037 S04 M016 M1.6~M1.8 0.35 4 2 065 104 1.2 37 0195 45 4
4ETMA 012 045 S04 M016 M1.6~M1.8 0.35 4 2 065  1.04 1.2 45 0195 45 4
AETMA 0155 045 S04 M2 M2 0.4 4 2 0.94 14 155 45 023 45 4
4ETMA 0155 055 S04 M2 M2 0.4 4 2 0.94 14 155 55 023 45 4
4ETMA 020 055 S04 M025 M2.5~M2.6 0.45 4 2 116 1.85 2 55 | 0345 45 4
4ETMA 020 0675 S04 M025 M2.5~M2.6 0.45 4 2 116 | 1.85 2 675 0345 45 4
4ETMA 024 070 S06 M3 M3 0.5 4 2 137 | 217 24 7 0.4 60 6
4ETMA 024 085 S06 M3 M3 0.5 4 2 137 217 24 8.5 0.4 60 6
4ETMA 032 092 S06 M4 M4 0.7 4 2 174 | 288 32 92 | 057 60 6
4ETMA 032 112 S06 M4 M4 0.7 4 2 174 | 288 32 112 | 057 60 6
4ETMA 039 115 S06 M5 M5 0.8 4 2 221 361 39 115 07 60 6
4ETMA 039 144 S06 M5 M5 0.8 4 2 221 361 39 144 07 60 6
4ETMA 047 140 S06 M6 M6~M9 1 4 2 2.82 44 | 47 14 0.79 60 6
4ETMA 047 170 S06 M6 M6~M9 1 4 2 2.82 44 47 17 0.79 60 6
4ETMA 061 180 SO08 M8 M8~M12 1.25 4 2 4 5.8 6.1 18 0.9 65 8
4ETMA 061 220 SO8 M8 M8~M12 1.25 4 2 4 5.8 6.1 22 0.9 65 8
4ETMA 078 230 S08 M10 M10~M15 1.5 4 2 5.16 74 | 78 23 1.12 65 8
4ETMA 078 280 SO8 M10 M10~M15 1.5 4 2 5.16 7.4 7.8 28 1.12 65 8
4ETMA 090 260 S10 M12 M12 1.75 4 2 6.2 8.6 9 26 1.2 80 10
4ETMA 090 330 STOM12 M12 1.75 4 2 6.2 8.6 9 33 1.2 80 10
4ETMA 118350 S12 M16 M16~M23 2 4 2 7.4 1.4 118 35 2 100 12
4ETMA 118430 S12M16 M16~M23 2 4 2 7.4 1.4 118 43 2 100 12

L& 289 (With coolant)
AETMA 047 140 S06 M6C M6~M9 1 4 2 282 | 44 47 14 0.79 60 6
4ETMA 047 170 S06 M6C M6~M9 1 4 2 282 44 47 17 0.79 60 6
4ETMA 061 180 S08 M8C M8~M12 1.25 4 2 4 5.8 6.1 18 0.9 65 8
AETMA 061 220 SO8 M8C M8~M12 1.25 4 2 4 5.8 6.1 22 0.9 65 8
4ETMA 078 230 S08 M10C M10~M15 1.5 4 2 5.16 7.4 7.8 23 1.12 65 8
AETMA 078 280 S08 M10C M10~M15 15 4 2 5.16 7.4 7.8 28 1.12 65 8
4ETMA 090 260 S10 M12C M12 1.75 4 2 6.2 8.6 9 26 1.2 80 10
4ETMA 090 330 S10 M12C M12 1.75 4 2 6.2 8.6 9 33 1.2 80 10
4ETMA 118 350 S12 M16C M16~M23 2 4 2 7.4 1.4 11.8 35 2 100 12
4ETMA 118 430 S12 M16C M16~M23 2 4 2 7.4 1.4  11.8 43 2 100 12
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m 4 Flutes Multi-functional Thread Mill for Aluminum W
A 4 4 4205 ME |5 A=Y #

InCh é .I%OP% 2| Unit: mm

o 228 (Without coolant)

AETMA 021 072 S06 NO.4-40 40 4 2 1 1.76 | 2.1 7.2 0.38 60 6

4ETMA 021 088 S06 NO.4-40 40 4 2 1 1.76 | 2.1 8.8 0.38 60 6

4ETMA 026 086 S06 NO.6-32 32 4 2 1.32 | 2.21 2.6 8.6 0.45 60 6

AETMA 026 105 S06 NO.6-32 32 4 2 132 2.21 26 105 | 045 60 6

4ETMA 030 100 S06 NO.8-32 32 4 2 142 | 2.62 3 10 0.6 60 6

4ETMA 030 122 S06 NO.8-32 32 4 2 142 | 2.62 3 12.2 0.6 60 6

AETMA 035 114 S06 NO.10-24 24 4 2 158 318 35 114 0.8 60 6

AETMA 048 145 S06 1/4"x 20 20 4 2 269 429 @ 48 | 145 0.8 60 6

AETMA 048 180 S06 1/4"x 20 20 4 2 269 | 429 @ 48 18 0.8 60 6

AETMA 050 144 S06 1/4"% 28 28 4 2 3.2 4.58 5 144 | 0.69 60 6

4ETMA 050 178 S06 1/4"% 28 28 4 2 3.2 4.58 5 17.8 | 0.69 60 6

L= 298 (With coolant)

4ETMA 048 145 S08C 1/4"x 20 20 4 2 269 429 | 48 | 145 0.8 65 8

4ETMA 048 180 S08C 1/4"x 20 20 4 2 269 429 | 48 18 0.8 65 8

4ETMA 050 144 S08C 1/4" % 28 28 4 2 3.2 4.58 5 144 | 0.69 65 8

4ETMA 050 178 S08C 1/4"x 28 28 4 2 3.2 4.58 5 178 0.69 65 8

4ETMA 065 176 S08C 5/16'-24 24 4 2 434 602 65 | 176 085 65 8

4ETMA 065 218 S08C 5/16"-24 24 4 2 434 602 65 218 | 085 65 8

4ETMA 067 260 S08C 3/8"-16 16 4 2 398 618 6.7 26 1.1 65 8
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4 Flutes Multi-functional Thread Mill for Stainless Steel W
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+ Thread Mill for SUS, Titanium alloy, Copper alloy.
+ 4ETMS tool performs both drilling, threading and chamfering in one tool operation.
+ Pre-drilled holes are no longer necessary.
+ While drilling and thread milling are performed simultaneously, the chamfer
is threaded finish.
+ This multifunctional tool can be used with all blind holes and through holes.
+ For shank diameters 8, 10, 12mm tools are recommended for internal grade type.
+ Alltools are left-handed, thread mills capable of right-handed rotation and

. leftt-handed rotation.
TISIN R H:!xgue Rotatlon DATA We do not recommend using a ER Chuck.

|SO =¥ Eo &2l Unit: mm

9% 278 (Without coolant)

4ETMS 024 070 S06 M3 M3 0.5 4 2 1.37 217 2.4 7 0.4 60 6
4ETMS 024 085 S06 M3 M3 0.5 4 2 137 | 217 24 8.5 0.4 60 6
4ETMS 032 092 S06 M4 M4 0.7 4 2 174 | 288 32 92 | 057 60 6
4ETMS 032 112 S06 M4 M4 0.7 4 2 174 28 32 112 057 60 6
4ETMS 039 115 S06 M5 M5 0.8 4 2 221 361 39 115 07 60 6
4ETMS 039 144 S06 M5 M5 0.8 4 2 221 361 39 144 07 60 6
4ETMS 047 140 S06 M6 M6 ~ M9 1 4 2 2.82 4.4 4.7 14 0.79 60 6
4ETMS 047 170 S06 M6 M6 ~ M9 1 4 2 2.82 44 | 47 17 0.79 60 6
4ETMS 061 180 S08 M8 M8 ~ M12 1.25 4 2 4 5.8 6.1 18 0.9 65 8
4ETMS 061 220 SO8 M8 M8 ~ M12 1.25 4 2 4 5.8 6.1 22 0.9 65 8
4ETMS 078 230 S08 M10 M10 ~ M15 1.5 4 2 5.16 7.4 7.8 23 1.12 65 8
4ETMS 078 280 SO8 M10 M10 ~ M15 1.5 4 2 5.16 74 | 78 28 1.12 65 8
4ETMS 090 260 S10 M12 M12 1.75 4 2 6.2 8.6 9 26 1.2 80 10
4ETMS 090 330 S10 M12 M12 1.75 4 2 6.2 8.6 9 33 1.2 80 10
4ETMS 118 350 S12 M16 M16 ~ M23 2 4 2 7.4 1.4 118 35 2 100 12
4ETMS 118430 S12M16 M16 ~ M23 2 4 2 7.4 1.4 118 43 2 100 12
L& 289 (With coolant)
4ETMS 047 140 S06 M6C M6~M9 1 4 2 282 | 44 47 14 0.79 60 6
4ETMS 047 170 S06 M6C M6~M9 1 4 2 282 44 4.7 17 0.79 60 6
4ETMS 061 180 S08 M8C M8~M12 1.25 4 2 4 5.8 6.1 18 0.9 65 8
4ETMS 061 220 S08 M8C M8~M12 1.25 4 2 4 5.8 6.1 22 0.9 65 8
4ETMS 078 230 S08 M10C M10~M15 1.5 4 2 5.16 7.4 7.8 23 1.12 65 8
4ETMS 078 280 SO8 M10C M10~M15 15 4 2 5.16 7.4 7.8 28 1.12 65 8
4ETMS 090 260 S10 M12C M12 1.75 4 2 6.2 8.6 9 26 1.2 80 10
4ETMS 090 330 S10 M12C M12 1.75 4 2 6.2 8.6 9 33 1.2 80 10
4ETMS 118 350 S12 M16C M16~M23 2 4 2 7.4 1.4 11.8 35 2 100 12

4ETMS 118 430 S12 M16C M16~M23 2 4 2 7.4 1.4 118 43 2 100 12 ~
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4/ 4 Flutes Multi-functional Thread Mill for Stainless Steel W
f
SISTIHE 12 w20 #g s sece

Inch é:gg kel Unit: mm

o 228 (Without coolant)

4ETMS 021 072 S06 NO.4-40 40 4 2 1 1.76 2.1 7.2 0.38 60 6

4ETMS 021 088 S06 NO.4-40 40 4 2 1 176 2.1 8.8 | 0.38 60 6

AETMS 026 086 S06 NO.6-32 32 4 2 132 221 26 8.6  0.45 60 6

4ETMS 026 105 S06 NO.6-32 32 4 2 1.32 2.21 2.6 10.5 0.45 60 6

4ETMS 030 100 S06 NO.8-32 32 4 2 142 2.62 3 10 0.6 60 6

4ETMS 030 122 S06 NO.8-32 32 4 2 142  2.62 3 122 | 0.6 60 6

4ETMS 035 114 S06 NO.10-24 24 4 2 1.58 3.18 3.5 11.4 0.8 60 6

AETMS 048 145 S06 1/4"% 20 20 4 2 269 429 48 145 08 60 6

AETMS 048 180 S06 1/4"x 20 20 4 2 269 429 48 18 0.8 60 6

4ETMS 050 144 S06 1/4"x 28 28 4 2 3.2 4.58 5 14.4 0.69 60 6

4ETMS 050 178 S06 1/4"x 28 28 4 2 3.2 4.58 5 17.8 0.69 60 6

L= 298 (With coolant)

4ETMS 048 145 S08C 1/4"x 20 20 4 2 269 429 48 145 | 08 65 8

4ETMS 048 180 S08C 1/4"x 20 20 4 2 269 | 429 48 18 0.8 65 8

4ETMS 050 144 S08C 1/4"x 28 28 4 2 3.2 4.58 5 14.4 0.69 65 8

4ETMS 050 178 S08C 1/4"x 28 28 4 2 32 458 5 17.8 | 0.69 65 8

4ETMS 065 176 SO8C 5/16"-24 24 4 2 434 602 65 176 085 65 8

4ETMS 065 218 S08C 5/16"-24 24 4 2 4.34 6.02 6.5 21.8 0.85 65 8

4ETMS 067 260 SO8C 3/8"-16 16 4 2 398 618 6.7 26 1.1 65 8
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2DTM tool performs both drilling, threading and chamfering in one tool
operation.

Drill and thread mill with one tool.

+ Maximum thread length : 2xdk and 2.5xdk

+ Recommended for non-ferrous materials.
CUTI'ING
‘i‘uf!? ‘?:Iﬁ? DATA

ISO &3S

//é

o9l Unit: mm
Order Number o3| FHEEAY d =533 %i’éf 4320| E”EOI 13 43
. Drilia  Cutterdia M3 Eﬂﬁg{‘,’f Coark, Langth  (arerell ShankDia
H|2E! Un coated FEl Coated Thread  Pitch dk d1 d2 L2 Ls 16 L d
Q& F2d (Without coolant)
2DTM 011 0276 M014 2DTMCO011 0276 M014 M1.4 0.3 1.1 1.05 1.55 2.76 33 0.2 45 4
2DTM 011 0367 M014 2DTMCO011 0367 M014 M1.4 0.3 1.1 1.05 1.55 3.67 33 0.2 45 4
2DTM 0125032 M016 2DTMC 0125032 M016 M1.6 0.35 1.25 1.2 1.75 3.2 33 0.25 45 4
2DTM 0125 0425 M016 2DTMC 01250425 M016 M1.6 0.35 1.25 1.2 1.75 4.25 33 0.25 45 4
2DTM 0145 0358 M018 2DTMC 0145 0358 M018 M1.8 0.35 1.45 1.4 2 3.58 33 0.25 45 4
2DTM 0145 0463 M018 2DTMC 0145 0463 M018 M1.8 0.35 1.45 1.4 2 4.63 33 0.25 45 4
2DTM 016 0448 M2 2DTMC 016 0448 M2 M2 0.4 1.6 1.55 2.25 4.48 32 0.3 45 4
2DTM 016 0568 M2 2DTMC 016 0568 M2 M2 0.4 1.6 1.55 2.25 5.68 32 0.3 45 4
2DTM 0205 0554 M025 2DTMC 0205 0554 M025 M2.5 0.45 2.05 2 2.85 5.54 30.5 0.35 45 4
2DTM 0205 0689 M025 2DTMC 0205 0689 M025 M2.5 0.45 2.05 2 2.85 6.89 30.5 0.35 45 4
2DTM 0215 0554 M026 2DTMC 0215 0554 M026 M2.6 0.45 2.15 2.1 2.95 5.54 30.5 0.35 45 4
2DTM 0215 0691 M026 2DTMC 02150691 M026 M2.6 0.45 2.15 2.1 2.95 6.91 30.5 0.35 45 4
2DTM 025 067 S06 M3 2DTMC 025 067 S06 M3 M3 0.5 2.5 2.45 3.4 6.7 36 0.4 50 6
2DTM 025 082 S06 M3 2DTMC 025 082 S06 M3 M3 0.5 2.5 2.45 3.4 8.2 36 0.4 50 6
2DTM 033 087 S06 M4 2DTMC 033 087 S06 M4 M4 0.7 3.3 3.25 4.5 8.7 36 0.6 50 6
2DTM 033 108 S06 M4 2DTMC 033 108 S06 M4 M4 0.7 3.3 3.25 45 10.8 36 0.6 50 6
2DTM 042 109 S06 M5 2DTMC 042 109 S06 M5 M5 0.8 4.2 4 5.5 10.9 36 0.7 55 6
2DTM 042 133 S06 M5 2DTMC 042 133 S06 M5 M5 0.8 4.2 4 5.5 13.3 36 0.7 55 6
2DTM 050 137 S08 M6 2DTMC 050 137 S08 M6 M6 1 5 475 6.6 13.7 36 1 60 8
2DTM 050 167 S08 M6 2DTMC 050 167 SO08 M6 M6 1 5 475 6.6 16.7 36 1 60 8
2DTM 068 184 S10 M8 2DTMC 068 184 S10 M8 M8 1.25 6.8 6.35 9 18.4 40 1.2 75 10
2DTM 068 221 S10 M8 2DTMC 068 221 S10 M8 M8 1.25 6.8 6.35 9 22.1 40 1.2 75 10
2DTM 085 222 S12 M10 2DTMC 085222 S12M10 | M10 1.5 8.5 7.95 11 22.2 45 1.5 80 12
2DTM 085 267 S12M10 2DTMC 085267 S12M10 | M10 1.5 8.5 7.95 11 26.7 45 1.5 80 12
2DTM 102 255 S14 M12 2DTMC 102255514 M12 | M12 1.75 10.2 9.95 13.5 25.5 45 1.5 90 14
2DTM 102 308 S14 M12 2DTMC 102308 S14M12 | M12 1.75 10.2 9.95 13.5 30.8 45 1.5 90 14
2DTM 120312S16 M14 2DTMC120312S16 M14 | M14 2 12 11.2 15.5 31.2 48 1.5 100 16
2DTM 120392 S16 M14 2DTMC120392S16 M14 | M14 2 12 11.2 15.5 39.2 48 1.5 100 16
2DTM 140 355 S18 M16 2DTMC 140355S18 M16 | M16 2 14 13.2 17.5 35.5 48 1.5 100 18
2DTM 140435 S18 M16 2DTMC 140435S18 M16 | M16 2 14 13.2 17.5 43.5 48 1.5 100 18
L& S8 (With coolant)
2DTM 033 087 S06 M4C 2DTMC 033 087 S06 M4C M4 0.7 3.3 3.25 45 8.7 36 0.6 50 6
2DTM 033 108 S06 M4C 2DTMC 033 108 S06 M4C M4 0.7 3.3 3.25 4.5 10.8 36 0.6 50 6
2DTM 042 109 S06 M5C 2DTMC 042 109 S06 M5C M5 0.8 4.2 4 5.5 10.9 36 0.7 55 6
2DTM 042 133 S06 M5C 2DTMC 042 133 S06 M5C M5 0.8 4.2 4 5.5 13.3 36 0.7 55 6
2DTM 050 137 S08 M6C 2DTMC 050 137 S08 M6C M6 1 5 4.75 6.6 13.7 36 1 60 8
2DTM 050 167 SO08 M6C 2DTMC 050 167 S08 M6C M6 1 5 4.75 6.6 16.7 36 1 60 8
2DTM 068 184 S10 M8C 2DTMC 068 184 S10 M8C M8 1.25 6.8 6.35 9 18.4 40 1.2 75 10
2DTM 068 221 S10 M8C 2DTMC 068 221 S10 M8C M8 1.25 6.8 6.35 9 22.1 40 1.2 75 10
2DTM 085 222 S12M10C 2DTMC085222S12M10C | M10 1.5 8.5 7.95 11 22.2 45 1.5 80 12
2DTM 085 267 S12M10C  2DTMC 085 267 S12M10C | M10 1.5 8.5 7.95 11 26.7 45 1.5 80 12
2DTM 102 255S14M12C  2DTMC 102 255S14M12C | M12 1.75 10.2 9.95 13.5 25.5 45 1.5 90 14
2DTM 102308 S14M12C 2DTMC 102308S14M12C | M12 1.75 10.2 9.95 13.5 30.8 45 1.5 90 14
2DTM 120312S16 M14C 2DTMC120312S16 M14C | M14 2 12 11.2 15,5 31.2 48 1.5 100 16
2DTM 120392 S16 M14C  2DTMC 120392S16 M14C | M14 2 12 1.2 15.5 39.2 48 1.5 100 16
2DTM 140355518 M16C 2DTMC 140 355S18 M16C | M16 2 14 13.2 17.5 355 48 1.5 100 18
2DTM 140455518 M16C  2DTMC 140455S18 M16C | M16 2 14 13.2 17.5 45.5 48 1.5 100 18
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4 Flutes Multi-functional Thread Mill with One Thread
45 HI8 Lp7l5 AU (1LIAY)

HRC520[5te| Bai2|F, Z2|5t=F, 2ad, Bag
AMTM S = 2748 37|9| 222| LA 7150 AHEE 4+ AUSLICE
D200 2t LEARM 20]= Z{oi7H 2 4 AFLICH

LEALZ0] : 3.6x0.255 Ef A3 E 1242 A HEtLCt

ISO ¥ FLITHO| LA} 757HA] 7S EHLICE.

ER Chuck At&2S H¥5HA| ohELIC.

P h5 ¢

+ Thread mill for hardened and pre-hardened steel(~Hrc52), alloy
steel, carbon steel, cast iron.

ap dw + 4AMTM tools can be used for threading deep holes the size of a small diameter.
50 + Depending on the profile, thread depth can be maximum.
+ Screw Length : Supports thread specifications from 3.6x0.25.
+ 1SO and unified UNC screws can be processed.
18P 9lE + We do not recommend using a ER Chuck.
TISIN CUTTING
|SO %o =9l Unit: mm

o5 88 (Without coolant)

TN av3ISHL

4MTM 0072 036 SO3 M1x0.25 4 0.72 3.6 45 3
4MTM 009 043 S03 M1.2x0.25 M1.4x0.25 4 0.9 4.3 45 3
M1.6x0.25 4 0.9 4.3 45 3

4MTM 0105 050 S03 M1.4x0.3 4 1.05 5 45 3
4MTM 0115031 S03 M1.6x 0.35 M1.6x0.25 0-80 UNF 4 1.15 3.1 45 3
M1.8x0.25 4 1.15 3.1 45 3

M2 x0.25 4 1.15 3.1 45 3

4MTM 012 057 S03 M1.6x0.35 M2 x0.35 4 1.2 5.7 45 3
M2.2x0.35 4 1.2 5.7 45 3

4MTM 014 037 S03 M2 x0.4 M2 x0.35 1-64 UNC, 1-72 UNF 4 1.4 3.7 45 3
M2.2 x 0.45 M2.2x0.35 2-56 UNC, 2-64 UNF 4 1.4 3.7 45 3

4MTM 0155071 S03 M2x0.4 4 1.55 7.1 45 3
4MTM 019 052 S03 M2.5x0.45 M2.5x0.35 3-48 UNC, 3-56 UNF 4 1.9 5.2 45 3
M3x0.35 4-40 UNC, 4-48 UNF 4 1.9 5.2 45 3

4MTM 020 090 S03 M2.5x 0.45 M2.6 x 0.45 4 2 9 45 3
4MTM 0237 0106 SO3 M3 x0.5 M3.5x0.5 4 2.37 10.6 45 3
M4 x 0.5 4 2.37 10.6 45 3

4MTM 0245 070 S03 M3x0.5 M3.5x 0.5 5-40 UNC, 5-44 UNF 4 2.45 7 45 3
M3.5x0.6 6-32 UNC, 6-40 UNF 4 2.45 7 45 3

4MTM 032 095 S06 M4 x 0.7 M4 x 0.5 8-32 UNC, 8-36 UNF 4 3.2 9.5 60 6
M4.5x0.75 10-24 UNC, 10-28 UNS 4 3.2 9.5 60 6

10-32 UNF 4 3.2 9.5 60 6

4MTM 040 125 S06 M5x0.8 M5x0.5 10-36 UNS, 10-40 UNS 4 4 12.5 60 6
M6 x 1 M5.5x 0.5 10-48 UNS, 12-24 UNC 4 4 12.5 60 6

M5x0.75 12-28 UNF 4 4 12.5 60 6
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m 4 Flutes Multi-functional Thread Mill with One Thread for Aluminu
EE C g20j5 38 Pl AL ) (N
. Y0, YRS ANE

9 HOo
M o AMTMA 235 AL 37|90 V25 0| LA} 7120|| AFREH 4 QI&LICY
o DKo [t LA Z0]= Z{CH7HE 4= UFLICE

- o LIAFZOJ: 3.6x0.255E] 8| E G248 2| YEHCt.
hs o 1SO Y QL|TIO|LIAFZFETFA| 7HSELICE,

PR S—
P
o0] ﬁ T« ERChuck A8 A5t &Lt
— ¥

+ Thread mill for aluminum, aluminum alloy, non-ferrous and non-

- metalic materials.

| 85 ;"0" 4MTMA tools can be used for threading deep holes the size of a small diameter.
Depending on the profile, thread depth can be maximum.

Screw Length : Supports thread specifications from 3.6x0.25.

ISO and unified UNC screws can be processed.

BRI We do not recommend using a ER Chuck.
Ab Bhef
CUTTING
PECODD
ISO 3o &2l Unit: mm
9|2 288 (Without coolant)
4MTMA 0072 036 S03 M1 x0.25 4 0.72 3.6 45 3
4MTMA 009 043 S03 M1.2x0.25 M1.4x0.25 4 0.9 4.3 45 3
M1.6 x0.25 4 0.9 4.3 45 3
4MTMA 0105 050 S03 M1.4x0.3 4 1.05 5 45 3
4MTMA 0115031 S03 M1.6x0.35 M1.6x0.25 0-80 UNF 4 1.15 3.1 45 3
M1.8x0.25 4 1.15 3.1 45 3
M2 x0.25 4 1.15 3.1 45 3
4MTMA 012 057 SO3 M1.6x0.35 = M2x0.35 4 1.2 5.7 45 3
M2.2x0.35 4 1.2 5.7 45 3
4MTMA 014 037 S03 M2 x 0.4 M2 x0.35 1-64 UNC, 1-72 UNF 4 1.4 3.7 45 3
M2.2 x 0.45 M2.2x0.35 2-56 UNC, 2-64 UNF 4 1.4 3.7 45 3
4MTMA 0155071 S03 M2 x 0.4 4 1.55 7.1 45 3
4MTMA 019 052 S03 M2.5x 0.45 M2.5x0.35 3-48 UNC, 3-56 UNF 4 1.9 5.2 45 3
M3x0.35 4-40 UNC, 4-48 UNF 4 1.9 5.2 45 3
4MTMA 020 090 S03 M2.5x0.45 | M2.6x0.45 4 2 9 45 3
4MTMA 0237 0106 SO3 M3x0.5 M3.5x0.5 4 2.37 10.6 45 3
M4 x 0.5 4 2.37 10.6 45 3
4MTMA 0245 070 S03 M3x0.5 M3.5x0.5 5-40 UNC, 5-44 UNF 4 2.45 7 45 3
M3.5x0.6 6-32 UNC, 6-40 UNF 4 2.45 7 45 3
4MTMA 032 095 S06 M4 x0.7 M4 x0.5 8-32 UNC, 8-36 UNF 4 3.2 9.5 60 6
M4.5x0.75 10-24 UNC, 10-28 UNS 4 3.2 9.5 60 6
10-32 UNF 4 3.2 9.5 60 6
4MTMA 040 125 S06 M5x0.8 M5 x 0.5 10-36 UNS, 10-40 UNS 4 4 12.5 60 6
M6 x 1 M5.5x0.5 10-48 UNS, 12-24 UNC 4 4 12.5 60 6
M5 x0.75 12-28 UNF 4 4 12.5 60 6

N
-3l 77 avISHL
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4 Flutes Multi-functional Thread Mill with One Thread for Stainless St

4ISUS 718-8Lp7 | A8 E S (1LIAR

< L2
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CUTTING
TISIN R Hel:x Angle Rotatlon DATA
ISO&

SUS, ElEtsSetE, SEE71S

AMTMS SFEATETT|QH2EQHATISHAEE
T 202t AR RO = 2|7 FE - QLS LI
LIAFZ0]: 3.6x0. 258 H M EF 2 S A| 2Bt .

ISO & FLITIO|LIAZHEMHA|7ESELIEE

ER ChuckAt&S HESIAIRELICE

AELC

+ Thread Mill for SUS, Titanium alloy, Copper alloy.

4MTMS tools can be used for threading deep holes the size of a small diameter.

Depending on the profile, thread depth can be maximum.
Screw Length : Supports thread specifications from 3.6x0.25.
ISO and unified UNC screws can be processed.

We do not recommend using a ER Chuck.

2| Unit: mm

9|5t F-88 (Without coolant)

4MTMS 0072 036 S03
4MTMS 009 043 SO3

4MTMS 0105 050 S03

4MTMS 0115031 S03

4MTMS 012 057 S03

4MTMS 014 037 S03

4MTMS 0155 071 SO3
4MTMS 019 052 S03

4MTMS 020 090 S03
4MTMS 0237 0106 SO3

4MTMS 0245 070 S03

4MTMS 032 095 S06

4MTMS 040 125 S06

M1x0.25
M1.2x0.25

M1.4x0.3
M1.6 x0.35

M1.6x0.35

M2 x 0.4
M2.2 x 0.45
M2 x 0.4
M2.5x 0.45

M2.5x 0.45
M3x0.5

M3x 0.5
M3.5x0.6
M4 x 0.7
M4.5x0.75

M5x 0.8
M6 x 1

M1.4x0.25
M1.6x0.25

M1.6x 0.25
M1.8x0.25
M2 x 0.25
M2 x0.35
M2.2x0.35
M2 x0.35
M2.2x0.35

M2.5x 0.35
M3x0.35
M2.6 x 0.45
M3.5x0.5
M4 x 0.5
M3.5x0.5

M4 x 0.5

M5 x 0.5

M5.5x 0.5
M5x0.75

4 0.72 3.6 45
4 0.9 4.3 45
4 0.9 4.3 45
4 1.05 5 45
0-80 UNF 4 1.15 3.1 45
4 1.15 3.1 45
4 1.15 3.1 45
4 1.2 5.7 45
4 1.2 5.7 45
1-64 UNC, 1-72 UNF 4 1.4 3.7 45
2-56 UNC, 2-64 UNF 4 1.4 3.7 45
4 1.55 7.1 45
3-48 UNC, 3-56 UNF 4 1.9 5.2 45
4-40 UNC, 4-48 UNF 4 1.9 5.2 45
4 2 9 45
4 2.37 10.6 45
4 2.37 10.6 45
5-40 UNC, 5-44 UNF 4 2.45 7 45
6-32 UNC, 6-40 UNF 4 2.45 7 45
8-32 UNC, 8-36 UNF 4 3.2 9.5 60
10-24 UNC, 10-28 UNS 4 3.2 9.5 60
10-32 UNF 4 3.2 9.5 60
10-36 UNS, 10-40 UNS 4 4 12.5 60
10-48 UNS, 12-24 UNC 4 4 12.5 60
12-28 UNF 4 4 12.5 60
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ﬂw 4 Flutes Short Flute Thread Mill for Generality W
L O L o
4= HE &2 L 4| =2 #
+ HRc 5003, Bx2|Z, =2|5t=4, o234, @48, F2718

M o Z81Z U LA 73S 9is A st ZRist i Clarl,
o SRME HA Y Y AAE S5 377 Y QoM 20jA = RS SYLICE

L . B UHS BN TS 30)1 87 7HUS YT
T . + BRI UE ZANYLI
- ] T + ERChuck A H3HA] of&LICt.
S '

+ Thread Mill for hardened and pre-hardened steel(~Hrc50),
alloy steel, carbon steel, cast iron.

+ Tough and strong edge design for threading in hardened steels.

+ Deliver improved cutting and chip removal, reducing the risk of the
cutting tool breaking off inside of hole.

+ Tip shape reduces cutting resisitance and supresses tool bending.

+ Drastically reduces tool breakage.

+ We do not recommend using a ER Chuck.

CU'I'I'ING

ISO £% So 2| Unit: mm

9|2 223 (Without coolant)

4STM 0072 020 S04 M1 M1 0.25 4 3 0.72 2 45 4

4STM 0072 025 S04 M1 M1 0.25 4 3 0.72 2.5 45 4

4STM 009 024 S04 M012 M1.2 0.25 4 3 0.9 2.4 45 4

4STM 009 030 S04 M012 M1.2 0.25 4 3 0.9 3 45 4

4STM 0095 028 S06 M014 M1.4 0.3 4 3 0.95 2.8 50 6

4STM 0095 035 S06 M014 M1.4 0.3 4 3 0.95 3.5 50 6

4STM 011 032 S06 M016 M1.6 0.35 4 3 1.1 3.2 50 6

4STM 011 040 S06 M016 M1.6 0.35 4 3 1.1 4 50 6

4STM 012 050 S03 M016 M1.6 0.35 4 3 1.2 5 40 3

4STM 014 040 S06 M2 M2 0.4 4 3 1.4 4 50 6

4STM 014 050 S06 M2 M2 0.4 4 3 1.4 5 50 6

4STM 0155 062 S03 M2 M2 0.4 4 3 1.55 6.2 40 3

4STM 0155 062 S06 M2 M2 0.4 4 3 1.55 6.2 60 6

4STM 016 044 S06 M022 M2.2 0.45 4 3 1.6 4.4 50 6

4STM 016 055 S06 M022 M2.2 0.45 4 3 1.6 5.5 50 6

4STM 018 050 S06 M025 M2.5 0.45 4 3 1.8 5 50 6

4STM 018 0625 S06 M025 M2.5 0.45 4 3 1.8 6.25 50 6

4STM 0195 077 SO3 M025 M2.5 0.45 4 3 1.95 7.7 40 3

4STM 0195 077 S06 M025 M2.5 0.45 4 3 1.95 7.7 60 6

4STM 024 060 S06 M3 M3 0.5 4 3 2.4 6 50 6

4STM 024 075 S06 M3 M3 0.5 4 3 2.4 7.5 50 6

4STM 024 092 S03 M3 M3 0.5 4 3 2.4 9.2 40 3

4STM 024 092 S06 M3 M3 0.5 4 3 2.4 9.2 60 6

4STM 0275 108 S06 M035 M3.5 0.6 4 3 2.75 10.8 60 6

4STM 031 080 S06 M4 M4 0.7 4 3 3.1 8 50 6

4STM 031 100 S06 M4 M4 0.7 4 3 3.1 10 50 6

4STM 0315 123 S06 M4 M4 0.7 4 3 3.15 12.3 60 6

4STM 038 100 S06 M5 M5 0.8 4 3 3.8 10 50 6

4STM 038 125 S06 M5 M5 0.8 4 3 3.8 12.5 50 6

4STM 0405 154 S06 M5 M5 0.8 4 3 4.05 15.4 60 6

4STM 046 120 S06 M6 M6 1 4 3 4.6 12 50 6

4STM 046 150 S06 M6 M6 1 4 3 4.6 15 50 6

4STM 048 185 S06 M6 M6 1 4 3 48 18.5 60 6

4STM 062 160 S10 M8 V] 1.25 4 3 6.2 16 70 10

4STM 062 200 S10 M8 M8 1.25 4 3 6.2 20 70 10

4STM 065 246 S08 M8 M8 1.25 4 3 6.5 24.6 65 8

4STM 075 200 S10 M10 M10 1.5 4 3 7.5 20 70 10

4STM 075 250 S10 M10 M10 1.5 4 3 7.5 25 70 10

4STM 082 308 S10 M10 M10 1.5 4 3 8.2 30.8 80 10 =

4STM 090 240 S10 M12 M12 1.75 4 3 9 24 80 10 %

4STM 090 300 S10 M12 M12 1.75 4 3 9 30 80 10 m

4STM 099 370 S10 M12 M12 1.75 4 3 9.9 37 85 10 E

4STM 115320512 M16 M16 2 4 3 11.5 32 100 12

4STM 115400 S12M16 M16 2 4 3 11.5 40 100 12 ,E

4STM 119490 S12 M16 M16 2 4 3 11.9 49 95 12 ~
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4 Flutes Short Flute Thread Mill for Generality W
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ISO 252

-II)Il

oo™ Cke| Unit: mm
98 F93 (Without coolant)
4STM 140 360 S16 M18 M18 2.5 4 3 14 36 135 16
4STM 140450S16 M18 M18 2.5 4 3 14 45 135 16
4STM 150 400 S16 M20 M20 2.5 4 3 15 40 135 16
4STM 150 500 S16 M20 M20 2.5 4 3 15 50 135 16
4STM 159 613 $16 M20 M20 2.5 4 3 15.9 61.3 115 16
L5 289 (With coolant)

4STM 031 080 S06 M4C M4 0.7 4 3 3.1 8 50 6
4STM 031 100 S06 M4C M4 0.7 4 3 3.1 10 50 6
4STM 038 100 S06 M5C M5 0.8 4 3 3.8 10 50 6
4STM 038 125 S06 M5C M5 0.8 4 3 3.8 12.5 50 6
4STM 046 120 S06 M6C M6 1 4 3 4.6 12 50 6
4STM 046 150 S06 M6C M6 1 4 3 4.6 15 50 6
4STM 048 185 S06 M6C M6 1 4 3 4.8 18.5 60 6
4STM 062 160 S10 M8C M8 1.25 4 3 6.2 16 70 10
4STM 062 200 S10 M8C M8 1.25 4 3 6.2 20 70 10
4STM 065 246 S08 M8C M8 1.25 4 3 6.5 24.6 65 8
4STM 075200 S10 M10C M10 1.5 4 3 7.5 20 70 10
4STM 075 250 S10 M10C M10 1.5 4 3 7.5 25 70 10
4STM 082 308 S10 M10C M10 1.5 4 3 8.2 30.8 80 10
4STM 090 240 S10 M12C M12 1.75 4 3 9 24 80 10
4STM 090 300 S10 M12C M12 1.75 4 3 9 30 80 10
4STM 099 370 S10 M12C M12 1.75 4 3 9.9 37 85 10
4STM 115320S12 M16C M16 2 4 3 11.5 32 100 12
4STM 115400 S12 M16C M16 2 4 3 11.5 40 100 12
4STM 119490 S12 M16C M16 2 4 3 11.9 49 95 12
4STM 140 360 S16 M18C M18 2.5 4 3 14 36 135 16
4STM 140 450 S16 M18C M18 2.5 4 3 14 45 135 16
4STM 150 400 S16 M20C M20 2.5 4 3 15 40 135 16
4STM 150 500 S16 M20C M20 2.5 4 3 15 50 135 16
4STM 159613 S16 M20C M20 2.5 4 3 15.9 61.3 115 16
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CUTTING

- X .
Z0IX Coating H e Rof

Pitch

0.25
0.25
0.25
0.25
0.3
0.3
0.35
0.35
0.35
0.4
0.4
0.4
0.4
0.45
0.45
0.45
0.45
0.45
0.45
0.5
0.5
0.5
0.5
0.6
0.7
0.7
0.7
0.8
0.8
0.8

1.25
1.25
1.25
1.5
1.5
1.5
1.75
1.75
1.75

DATA
_ 382P
|So = A SI-E
o3| 74
Order Number

Thread
4STMA 0072 020 S04 M1 M1
4STMA 0072 025 S04 M1 M1
4STMA 009 024 S04 M012 M1.2
4STMA 009 030 S04 M012 M1.2
4STMA 0095 028 S06 M014 M1.4
4STMA 0095 035 S06 M014 M1.4
4STMA 011 032 S06 M016 M1.6
4STMA 011 040 S06 M016 M1.6
4STMA 012 050 SO3 M016 M1.6
4STMA 014 040 S06 M2 M2
4STMA 014 050 S06 M2 M2
4STMA 0155 062 S03 M2 M2
4STMA 0155 062 S06 M2 M2
4STMA 016 044 S06 M022 M2.2
4STMA 016 055 S06 M022 M2.2
4STMA 018 050 S06 M025 M2.5
4STMA 018 0625 S06 M025 M2.5
4STMA 0195 077 S03 M025 M2.5
4STMA 0195 077 S06 M025 M2.5
4STMA 024 060 S06 M3 M3
4STMA 024 075 S06 M3 M3
4STMA 024 092 S03 M3 M3
4STMA 024 092 S06 M3 M3
4STMA 0275 108 S06 M035 M3.5
4STMA 031 080 S06 M4 M4
4STMA 031 100 S06 M4 M4
4STMA 0315 123 S06 M4 M4
4STMA 038 100 S06 M5 M5
4STMA 038 125 S06 M5 M5
4STMA 0405 154 S06 M5 M5
4STMA 046 120 S06 M6 M6
4STMA 046 150 S06 M6 M6
4STMA 048 185 S06 M6 M6
4STMA 062 160 S10 M8 M8
4STMA 062 200 S10 M8 M8
4STMA 065 246 S08 M8 M8
4STMA 075 200 S10 M10 M10
4STMA 075 250 S10 M10 M10
4STMA 082 308 S10 M10 M10
4STMA 090 240 S10 M12 M12
4STMA 090 300 S10 M12 M12
4STMA 099 370 S10 M12 M12
4STMA 115320 S12 M16 M16
4STMA 115400 S12 M16 M16
4STMA 119490 S12 M16 M16
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Tough and strong edge design for threading in hardened steels.

Deliver improved cutting and chip removal, reducing the risk of the
cutting tool breaking off inside of hole.
Tip shape reduces cutting resisitance and supresses tool bending.

Drastically reduces tool breakage.

M EE
Teeth Diameter
Zt D

0.72
0.72
0.9
0.9
0.95
0.95
1.1
1.1
1.2
1.4
1.4
1.55
1.55
1.6
1.6
1.8
1.8
1.95
1.95
2.4
24
2.4
2.4
2.75
3.1
3.1
3.15
3.8
3.8
4.05
4.6
4.6
4.8
6.2
6.2
6.5
7.5
7.5
8.2

9.9
11.5
11.5
11.9

WWWwWwWwWwwWwWwWwWwwWwWwwwWwwWwwwwwwwwwwwwwwwwwwwwuwwwwuwwwwwww

f&%
Effective
Length

L2

10.8

12.3
10
12.5
15.4
12
15
18.5
16
20
24.6
20
25
30.8
24
30
37
32
40
49

ctgl Unit: mm

k]
Overall Length
L

25 (Without coolant)

45
45
45
45
50
50
50
50
40
50
50
40
60
50
50
50
50
40
60
50
50
40
60
60
50
50
60
50
50
60
50
50
60
70
70
65
70
70
80
80
80
85

100

100
95
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4 Flutes Short Flute Thread Mill for Aluminum

;’_@M 44t ot20ls XL Be L maca)

ISO 252

-II)Il

oo™ Cke| Unit: mm
98 F93 (Without coolant)

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

4STMA 140450 S16 M18 M18 2.5 4 3 14 45 135 16

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

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

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

L5 289 (With coolant)

4STMA 031 080 S06 M4C M4 0.7 4 3 3.1 8 50 6

4STMA 031 100 S06 M4C M4 0.7 4 3 3.1 10 50 6

4STMA 038 100 S06 M5C M5 0.8 4 3 3.8 10 50 6

4STMA 038 125 S06 M5C M5 0.8 4 3 3.8 12.5 50 6

4STMA 046 120 S06 M6C M6 1 4 3 4.6 12 50 6

4STMA 046 150 S06 M6C M6 1 4 3 4.6 15 50 6

4STMA 048 185 S06 M6C M6 1 4 3 4.8 18.5 60 6

4STMA 062 160 S10 M8C M8 1.25 4 3 6.2 16 70 10

4STMA 062 200 S10 M8C M8 1.25 4 3 6.2 20 70 10

4STMA 065 246 S08 M8C M8 1.25 4 3 6.5 24.6 65 8

4STMA 075 200 S10 M10C M10 1.5 4 3 7.5 20 70 10

4STMA 075 250 S10 M10C M10 1.5 4 3 7.5 25 70 10

4STMA 082 308 S10 M10C M10 1.5 4 3 8.2 30.8 80 10

4STMA 090 240 S10 M12C M12 1.75 4 3 9 24 80 10

4STMA 090 300 S10 M12C M12 1.75 4 3 9 30 80 10

4STMA 099 370 S10 M12C M12 1.75 4 3 9.9 37 85 10

4STMA 115320 S12 M16C M16 2 4 3 11.5 32 100 12

4STMA 115400 S12 M16C M16 2 4 3 11.5 40 100 12

4STMA 119490 S12 M16C M16 2 4 3 11.9 49 95 12

4STMA 140 360 S16 M18C M18 2.5 4 3 14 36 135 16

4STMA 140 450 S16 M18C M18 2.5 4 3 14 45 135 16

4STMA 150 400 S16 M20C M20 2.5 4 3 15 40 135 16

4STMA 150 500 S16 M20C M20 2.5 4 3 15 50 135 16

4STMA 159613 S16 M20C M20 2.5 4 3 15.9 61.3 115 16
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g_r@ §| 4 Flutes Short Flute Thread Mill for Stainless Steel W
4<SUS 715852 4 =Y —
+ SUS, E[EtEEE7HS

W + BB UILIA7ISS 9ISt A5 25 LA,
o SMEHA Y A AAE Sl SF7F Y Q0N A= ™S SYLICE

« A BA 23S 20|11 37 TRYS AHELIC
o S OASINZE ZHAAZL|CH

L
L2 = = .
i = . ERChuckANEE 2t SLICt
o | 1 J %
- ¢ o . o

+ Thread Mill for SUS, Titanium alloy.

+ Tough and strong edge design for threading in hardened steels.

T + Deliverimproved cutting and chip removal, reducing the risk of the
60° cutting tool breaking off inside of hole.

+ Tip shape reduces cutting resisitance and supresses tool bending.

+ Drastically reduces tool breakage.

+ Wedo not recommend using a ER Chuck.

1/8P Qe
CUTI'ING
Elest
Iso 2% 3o ctel Unit: mm
9|5 283 (Without coolant)
4STMS 0072 020 S04 M1 M1 0.25 4 3 0.72 2 45 4
4STMS 0072 025 S04 M1 M1 0.25 4 3 0.72 2.5 45 4
4STMS 009 024 S04 M012 M1.2 0.25 4 3 0.9 2.4 45 4
4STMS 009 030 S04 M012 M1.2 0.25 4 3 0.9 3 45 4
4STMS 0095 028 S06 M014 M1.4 0.3 4 3 0.95 2.8 50 6
4STMS 0095 035 S06 M014 M1.4 0.3 4 3 0.95 3.5 50 6
4STMS 011 032 S06 M016 M1.6 0.35 4 3 1.1 3.2 50 6
4STMS 011 040 S06 M016 M1.6 0.35 4 3 1.1 4 50 6
4STMS 012 050 SO3 M016 M1.6 0.35 4 3 1.2 5} 40 3
4STMS 014 040 S06 M2 M2 0.4 4 3 1.4 4 50 6
4STMS 14 050 S06 M2 M2 0.4 4 3 1.4 5 50 6
4STMS 0155 062 S03 M2 M2 0.4 4 3 1.55 6.2 40 3
4STMS 0155 062 S06 M2 M2 0.4 4 3 1.55 6.2 60 6
4STMS 016 044 S06 M022 M2.2 0.45 4 3 1.6 4.4 50 6
4STMS 016 055 S06 M022 M2.2 0.45 4 3 1.6 5.5 50 6
4STMS 018 050 S06 M025 M2.5 0.45 4 3 1.8 5 50 6
4STMS 018 0625 S06 M025 M2.5 0.45 4 3 1.8 6.25 50 6
4STMS 0195 077 SO03 M025 M2.5 0.45 4 3 1.95 7.7 40 3
4STMS 0195 077 S06 M025 M2.5 0.45 4 3 1.95 7.7 60 6
4STMS 024 060 S06 M3 M3 0.5 4 3 2.4 6 50 6
4STMS 024 075 S06 M3 M3 0.5 4 3 2.4 7.5 50 6
4STMS 024 092 S03 M3 M3 0.5 4 3 2.4 9.2 40 3
4STMS 024 092 S06 M3 M3 0.5 4 3 2.4 9.2 60 6
4STMS 0275 108 S06 M3.5 M3.5 0.6 4 3 2.75 10.8 60 6
4STMS 031 080 S06 M4 M4 0.7 4 3 3.1 8 50 6
4STMS 031 100 S06 M4 M4 0.7 4 3 3.1 10 50 6
4STMS 0315 123 S06 M4 M4 0.7 4 3 3.15 12.3 60 6
4STMS 038 100 S06 M5 M5 0.8 4 3 3.8 10 50 6
4STMS 038 125 S06 M5 M5 0.8 4 3 3.8 12.5 50 6
4STMS 0405 154 S06 M5 M5 0.8 4 3 4.05 15.4 60 6
4STMS 046 120 S06 M6 M6 1 4 3 4.6 12 50 6
4STMS 046 150 S06 M6 M6 1 4 3 4.6 15 50 6
4STMS 048 185 S06 M6 M6 1 4 3 4.8 18.5 60 6
4STMS 062 160 S10 M8 M8 1.25 4 3 6.2 16 70 10
4STMS 062 200 S10 M8 M8 1.25 4 3 6.2 20 70 10
4STMS 065 246 S08 M8 M8 1.25 4 3 6.5 24.6 65 8
4STMS 075 200 S10 M10 M10 1.5 4 3 7.5 20 70 10
4STMS 075 250 S10 M10 M10 1.5 4 3 7.5 25 70 10
4STMS 082 308 S10 M10 M10 1.5 4 3 8.2 30.8 80 10 =
4STMS 090 240 S10 M12 M12 1.75 4 3 9 24 80 10 %
4STMS 090 300 S10 M12 M12 1.75 4 3 9 30 80 10 m
4STMS 099 370 S10 M12 M12 1.75 4 3 9.9 37 85 10 g
4STMS 115320512 M16 M16 2 4 3 11.5 32 100 12
4STMS 115400512 M16 M16 2 4 3 11.5 40 100 12 ,§
4STMS 119490512 M16 M16 2 4 3 11.9 49 95 12 ~
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%W/g‘ 4 Flutes Short Flute Thread Mill for Stainless Steel W
-/ 4€SUS 7t5-8 &2 & 4| =2 —

ISO 252

-II)Il

oo™ Cke| Unit: mm
98 F93 (Without coolant)

4STMS 140360 S16 M18 M18 2.5 4 3 14 36 135 16

4STMS 140450S16 M18 M18 2.5 4 3 14 45 135 16

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

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

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

L5 289 (With coolant)

4STMS 031 080 S06 M4C M4 0.7 4 3 3.1 8 50 6

4STMS 031 100 S06 M4C M4 0.7 4 3 3.1 10 50 6

4STMS 038 100 S06 M5C M5 0.8 4 3 3.8 10 50 6

4STMS 038 125 S06 M5C M5 0.8 4 3 3.8 12.5 50 6

4STMS 046 120 S06 M6C M6 1 4 3 4.6 12 50 6

4STMS 046 150 S06 M6C M6 1 4 3 4.6 15 50 6

4STMS 048 185 S06 M6C M6 1 4 3 4.8 18.5 60 6

4STMS 062 160 S10 M8C M8 1.25 4 3 6.2 16 70 10

4STMS 062 200 S10 M8C M8 1.25 4 3 6.2 20 70 10

4STMS 065 246 S08 M8C M8 1.25 4 3 6.5 24.6 65 8

4STMS 075200 S10 M10C M10 1.5 4 3 7.5 20 70 10

4STMS 075 250 S10 M10C M10 1.5 4 3 7.5 25 70 10

4STMS 082 308 S10 M10C M10 1.5 4 3 8.2 30.8 80 10

4STMS 090 240 S10 M12C M12 1.75 4 3 9 24 80 10

4STMS 090 300 S10 M12C M12 1.75 4 3 9 30 80 10

4STMS 099 370 S10 M12C M12 1.75 4 3 9.9 37 85 10

4STMS 115320S12M16C M16 2 4 3 11.5 32 100 12

4STMS 115400 S12 M16C M16 2 4 3 11.5 40 100 12

4STMS 119490 S12 M16C M16 2 4 3 11.9 49 95 12

4STMS 140 360 S16 M18C M18 2.5 4 3 14 36 135 16

4STMS 140 450 S16 M18C M18 2.5 4 3 14 45 135 16

4STMS 150 400 S16 M20C M20 2.5 4 3 15 40 135 16

4STMS 150 500 S16 M20C M20 2.5 4 3 15 50 135 16

4STMS 159613 S16 M20C M20 2.5 4 3 15.9 61.3 115 16
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4 Flutes Helix Thread Mill for Generality W
U adyg A sy #
+ HRc500[5te| Bx2|F, Za|st=g, &§ad, Bad,

© CIUS LA 7IBE 93t 2 ElY Hej
%  agan
o Z|T§ LEAF 74 200] : 3xD2 (LIAES 1)

. ‘ o ZILIAFZFR AjZIO| EH2
ER Chuck At8S H&5tA| oH&LICH

3t

7t

OR!

+ Thread Mill for hardened and pre-hardened steel(~Hrc50),

alloy steel, carbon steel, cast iron.

Helical flutes with coolant thru for extra deep threading applications.
Multi-tooth geometry.

Maximum thread length : 3xD2 (thread diameter)

Reduced machining times for long threads.

We do not recommend using a ER Chuck.

T|s|N 1 5 CUTTING
E . ol Ro'atlon DATA

|SO £% 3o &2l Unit: mm
9|5 283 (Without coolant)
4HTM 024 090 S04 M3 M3 0.5 2.5 2.4 4.7 9 45 4
4HTM 0315 120 S04 M4 M4 0.7 3.3 3.15 6.6 12 45 4
4HTM 039 150 S04 M5 M5 0.8 4.2 3.9 7.6 15 50 4
4HTM 048 180 S06 M6 M6 1 5 4.8 9.5 18 60 6
4HTM 065 240 S08 M8 M8 1.25 6.8 6.5 13.1 24 65 8
4HTM 082 300 S10 M10 M10 1.5 8.5 8.2 15.7 30 75 10
4HTM 099 360 S10 M12 M12 1.75 10.2 9.9 18.4 36 85 10
4HTM 116420 S12 M14 M14 2 12 11.6 21 42 90 12
4HTM 136 480 S14 M16 M16 2 14 13.6 25 48 100 14

& 289 (With coolant)

4HTM 024 090 S04 M3C M3 0.5 2.5 2.4 4.7 9 45 4
4HTM 0315 120 S04 M4C M4 0.7 33 3.15 6.6 12 45 4
4HTM 039 150 S04 M5C M5 0.8 4.2 3.9 7.6 15 50 4
4HTM 048 180 S06 M6C M6 1 5 4.8 9.5 18 60 6
4HTM 065 240 S08 M8C M8 1.25 6.8 6.5 13.1 24 65 8
4HTM 082 300 S10 M10C M10 1.5 8.5 8.2 15.7 30 75 10
4HTM 099 360 S10 M12C M12 1.75 10.2 9.9 18.4 36 85 10
4HTM 116420 S12 M14C M14 2 12 11.6 21 42 90 12
4HTM 136 480 S14 M16C M16 2 14 13.6 25 48 100 14

N
Nl 77 VI SHL
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m 4 Flutes Helix Thread Mill for Aluminum W
| 45 2 20[5 g HEA M2 EY #

- Y20|F, 4205 &2 SHIREHS
O 42 LA 7SS SI5H 2 E Bt 2

I:|’3 I_I-:I_l_z

Z|th LIAL 748 Z0] : 3xD2 (LIS A1)

ULIAL7ES Azt T

ER Chuck Ar&2 HZsl2| &L

Jp
of

7
[

=

N\

4

1

!

5

|

+ Thread Mill for Aluminum, Aluminum alloy,
non-ferrous and non-metalic materials.

o + Helical flutes with coolant thru for extra deep

threading applications.

Multi-tooth geometry.

Maximum thread length : 3xD2 (thread diameter)

© e e e

L 60° Reduced machining times for long threads.
We do not recommend using a ER Chuck.
CUTTING
|SO Z% %o Cke| Unit: mm
QI Z/¥ (Without coolant)
4HTMA 024 090 S04 M3 M3 0.5 2.5 2.4 4.7 9 45 4
4HTMA 0315 120 S04 M4 M4 0.7 3.3 3.15 6.6 12 45 4
4HTMA 039 150 S04 M5 M5 0.8 4.2 3.9 7.6 15 50 4
4HTMA 048 180 S06 M6 M6 1 5 4.8 9.5 18 60 6
4HTMA 065 240 S08 M8 M8 1.25 6.8 6.5 13.1 24 65 8
4HTMA 082 300 S10 M10 M10 1.5 8.5 8.2 15.7 30 75 10
4HTMA 099 360 S10 M12 M12 1.75 10.2 9.9 18.4 36 85 10
4HTMA 116420512 M14 M14 2 12 11.6 21 42 90 12
4HTMA 136 480 S14 M16 M16 2 14 13.6 25 48 100 14
Li5 253 (With coolant)
4HTMA 024 090 S04 M3C M3 0.5 2.5 2.4 4.7 9 45 4
4HTMA 0315 120 S04 M4C M4 0.7 3.3 3.15 6.6 12 45 4
4HTMA 039 150 S04 M5C M5 0.8 4.2 3.9 7.6 15 50 4
4HTMA 048 180 S06 M6C M6 1 5 4.8 9.5 18 60 6
4HTMA 065 240 S08 M8C M8 1.25 6.8 6.5 131 24 65 8
4HTMA 082 300 S10 M10C M10 1.5 8.5 8.2 15.7 30 75 10
4HTMA 099 360 S10 M12C M12 1.75 10.2 9.9 18.4 36 85 10
4HTMA 116 420 S12 M14C M14 2 12 11.6 21 42 90 12
4HTMA 136 480 S14 M16C M16 2 14 13.6 25 48 100 14
hl
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| 4 Flutes Helix Thread Mill for Stainless Steel
45 SUS 728 SI2IA Mafcy W
+ SUS, E|EtE &2 75

« OIS LA 7FBE 93t B El B
L OBE IR
2 71)

Z|TH LEAF 712 200] : 3xD2 (LHA7HE 21
U LIAL kS AZte) T
ER ChuckAl82 HsIX] Q&L

o=2 =0

Thread Mill for SUS, Titanium alloy.
+ Helical flutes with coolant thru for extra deep

14p UE threading applications.
50° + Multi-tooth geometry.
+  Maximum thread length : 3xD2 (thread diameter)
+ Reduced machining times for long threads.
1/8P 9= +  We do not recommend using a ER Chuck.
Y 4E° | ° CUTTING
N 382pP
|SO -I%I' Tl Unit: mm
Q| 2938 (Without coolant)
4HTMS 024 090 S04 M3 M3 0.5 2.5 2.4 4.7 9 45 4
4HTMS 0315 120 S04 M4 M4 0.7 3.3 3.15 6.6 12 45 4
4HTMS 039 150 S04 M5 M5 0.8 4.2 3.9 7.6 15 50 4
4HTMS 048 180 S06 M6 M6 1 5 4.8 9.5 18 60 6
4HTMS 065 240 S08 M8 M8 1.25 6.8 6.5 13.1 24 65 8
4HTMS 082 300 S10 M10 M10 1.5 8.5 8.2 15.7 30 75 10
4HTMS 099 360 S10 M12 M12 1.75 10.2 9.9 18.4 36 85 10
4HTMS 116 420 S12 M14 M14 2 12 11.6 21 42 90 12
4HTMS 136 480 S14 M16 M16 2 14 13.6 25 48 100 14
LiE 293 (With coolant)

4HTMS 024 090 S04 M3C M3 0.5 2.5 2.4 4.7 9 45 4
4HTMS 0315 120 S04 M4C M4 0.7 3.3 3.15 6.6 12 45 4
4HTMS 039 150 S04 M5C M5 0.8 4.2 3.9 7.6 15 50 4
4HTMS 048 180 S06 M6C M6 1 5 4.8 9.5 18 60 6
4HTMS 065 240 S08 M8C M8 1.25 6.8 6.5 13.1 24 65 8
4HTMS 082 300 S10 M10C M10 1.5 8.5 8.2 15.7 30 75 10
4HTMS 099 360 S10 M12C M12 1.75 10.2 9.9 18.4 36 85 10
4HTMS 116 420 S12 M14C M14 2 12 11.6 21 42 90 12
4HTMS 136 480 S14 M16C M16 2 14 13.6 25 48 100 14
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4 Flutes Helix Nick Type Thread Mill for Generality

4t 2 SIZIA L] EFo] M)

R

L2

5

‘7”*1

h5

h5

T|S|N 1 5 CUTTING
E . el Rom‘wn DATA

14p U=
/< v

HRc 5005}, &x{2|Z, &2 EtAZE =M 712
Lo MM ATOIUTES 02 0|7}—°FL|I:}

Z|CH LEAFZFZ Z10] : 2D, 2.5xD, 3xD (LIAIZHE 21Z)
O 22 LIS 9f6t dalZ 2|E Bt e AHE5H%

U LIAF 718 AlZH0] A THEELC,

ER Chuck AF8S A317| et&LIC

S

+ Thread Mill for hardened (~Hrc50), alloy steel,

© e e e e

carbon steel, castiron.

High cutting speed and high Feed per tooth are possible.
Maximum thread length : 2xD, 2.5xD, 3xD(thread diameter)
Helical rib type is applied for deeper screw machining.
Reduced machining times for long threads.

We do not recommend using a ER Chuck.

2/& 1/8;’_
|SO £ Eo Skl Unit: mm
98 F93 (Without coolant)
4ANKTM 022 060 S06 M3 M3 0.5 4 2.2 6 = 60 6
4NKTM 022 080 S06 M3 M3 0.5 4 2.2 8 - 60 6
4NKTM 024 090 S04 M3 M3 0.5 4 2.4 5.47 9 45 4
4ANKTM 029 084 S06 M4 M4 0.7 4 2.9 8.4 - 60 6
4ANKTM 029 112 S06 M4 M4 0.7 4 2.9 11.2 - 60 6
4NKTM 0315 120 S04 M4 M4 0.7 4 3.15 7.64 12 45 4
4NKTM 038 112 S06 M5 M5 0.8 4 3.8 11.2 = 60 6
4ANKTM 038 128 S06 M5 M5 0.8 4 3.8 12.8 - 60 6
4NKTM 039 150 S04 M5 M5 0.8 4 3.9 8.73 15 50 4
4ANKTM 045 120 S06 M6 M6 1 4 4.5 12 - 60 6
4ANKTM 045 160 S06 M6 M6 1 4 4.5 16 = 60 6
4ANKTM 048 180 S06 M6 M6 1 4 4.8 10.9 18 60 6
4ANKTM 060 175 S06 M8 M8 1.25 4 6 17.5 = 65 6
4NKTM 060 200 S06 M8 M8 1.25 4 6 20 - 65 6
4ANKTM 065 240 S08 M8 M8 1.25 4 6.5 13.62 24 65 8
4NKTM 075210 SO8 M10 M10 1.5 4 7.5 21 - 75 8
4ANKTM 075 270 SO8 M10 M10 1.5 4 7.5 27 = 75 8
4ANKTM 082 300 S10 M10 M10 1.5 4 8.2 16.34 30 75 10
4ANKTM 095 245 S10 M12 M12 1.75 4 9.5 24.5 = 80 10
4ANKTM 095 315S10 M12 M12 1.75 4 9.5 31.5 - 80 10
4ANKTM 099 360 S10 M12 M12 1.75 4 9.9 19.06 36 85 10
4NKTM 100 280 S10 M14 M14 2 4 10 28 - 85 10
4NKTM 100 360 S10 M14 M14 2 4 10 36 = 90 10
4ANKTM 116420 S12 M14 M14 2 4 11.6 21.75 42 90 12
4ANKTM 120 320S12 M16 M16 2 4 12 32 = 95 12
4NKTM 120400 S12 M16 M16 2 4 12 40 - 100 12
4ANKTM 136 480 S14 M16 M16 2 4 13.6 25.75 48 100 14
4NKTM 140400 S14 M18 M18 2.5 5 14 40 - 95 14
4NKTM 140 450 S14 M18 M18 2.5 5 14 45 = 105 14
4ANKTM 160 400 S16 M20 M20 2.5 5 16 40 - 105 16
4NKTM 160 500 S16 M20 M20 2.5 5 16 50 = 115 16
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gMW 4 Flutes Helix Nick Type Thread Mill for Generality
N Y a8 gzia L3 g A=Y

ISO 'l%ol- kol Unit: mm

JI)I'

L=

4NKTM 045 120 S06 M6C

4NKTM 045 160 S06 M6C

4NKTM 048 180 S06 M6C

4NKTM 060 175 S06 M8C

4NKTM 060 200 S06 M8C

4NKTM 065 240 SO8 M8C

4NKTM 075 210 S08 M10C
4NKTM 075 270 SO8 M10C
4NKTM 082 300 S10 M10C
4NKTM 095 245 S10 M12C
4NKTM 095315 S10 M12C
4NKTM 099 360 S10 M12C
4NKTM 100 280 S10 M14C
4NKTM 100 360 S10 M14C
4NKTM 116 420 S12 M14C
4NKTM 120 320 S12 M16C
4NKTM 120 400 S12 M16C
4NKTM 136 480 S14 M16C
4NKTM 140 400 S14 M18C
4NKTM 140 450 S14 M18C
4NKTM 160 400 S16 M20C
4NKTM 160 500 S16 M20C

M6

M6

M6

M8

M8

M8

M10
M10
M10
M12
M12
M12
M14
M14
M14
M16
M16
M16
M18
M18
M20
M20

1.25
1.25
1.25

U bbb DdDEDMDDAMDIMDDDAEDDDDIDDDDEDD

4.5
4.5
4.8
6
6
6.5
7.5
7.5
8.2
9.5
9.5
9.9
10
10
11.6
12
12
13.6
14
14
16
16

12
16
10.9
17.5
20
13.62
21
27
16.34
24.5
31.5
19.06
28
36
21.75
32
40
25.75
40
45
40
50

288 (With coolant)
60 6
60 6
60 6
65 6
65 6
65 8
75 8
75 8
75 10
80 10
80 10
85 10
85 10
90 10
90 12
95 12
100 12
100 14
95 14
105 14
105 16
115 16
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HO O
m ) 71 LEAb 712 AJZH0] 37 THEELCY,
O,im;:‘.:,L v non-ferrous and non-metalic materials.
w —
Reduced machining times for long threads.

2 HA 420 T 2 0150| JSBILICE,
w2 - ER Chuck AH2 HZH5HA| ob&LILY.
High cutting speed and high Feed per tooth are possible.
A 60" > @
+ Wedo not recommend using a ER Chuck.

4 MM 4 Flutes Helix Nick Type Thread Mill for Aluminum
L, [ 5 o
= THSEE 4 g20)5 38 Yol L3 Efg #EEY
Z|CH LIAZFZ Z10] 2 2xD, 2.5xD, 3xD(LIAIZHE 21Z)
L h5
Maximum thread length : 2xD, 2.5xD, 3xD(thread diameter)
73
60°
o 1/8P

P — ) Y20, Y20|E BT 5 H|Y B34 1S
O 92 LIS S ofet #2|Z 2| Bt S AHE[HAEL T
@ T = ] f + Thread Mill for Aluminum, Aluminum alloy,
Helical rib type is applied for deeper screw machining.
|SO zZ‘l ol‘E

Q|
a

Cke| Unit: mm
98 F93 (Without coolant)

4ANKTMA 022 060 S06 M3 M3 0.5 4 2.2 6 = 60 6
4ANKTMA 022 080 S06 M3 M3 0.5 4 2.2 8 - 60 6
4ANKTMA 024 090 S04 M3 M3 0.5 4 2.4 5.47 9 45 4
4NKTMA 029 084 S06 M4 M4 0.7 4 2.9 8.4 - 60 6
4ANKTMA 029 112 S06 M4 M4 0.7 4 2.9 11.2 = 60 6
4NKTMA 0315 120 S04 M4 M4 0.7 4 3.15 7.64 12 45 4
4NKTMA 038 112 S06 M5 M5 0.8 4 3.8 11.2 = 60 6
ANKTMA 038 128 S06 M5 M5 0.8 4 3.8 12.8 - 60 6
4ANKTMA 039 150 S04 M5 M5 0.8 4 3.9 8.73 15 50 4
4NKTMA 045 120 S06 M6 M6 1 4 4.5 12 - 60 6
4ANKTMA 045 160 S06 M6 M6 1 4 4.5 16 = 60 6
ANKTMA 048 180 S06 M6 M6 1 4 4.8 10.9 18 60 6
4NKTMA 060 175 S06 M8 M8 1.25 4 6 17.5 = 65 6
4ANKTMA 060 200 S06 M8 M8 1.25 4 6 20 - 65 6
4ANKTMA 065 240 S08 M8 M8 1.25 4 6.5 13.62 24 65 8
4ANKTMA 075 210 S0O8 M10 M10 1.5 4 7.5 21 - 75 8
4ANKTMA 075 270 SO8 M10 M10 1.5 4 7.5 27 = 75 8
4ANKTMA 082 300 S10 M10 M10 1.5 4 8.2 16.34 30 75 10
4ANKTMA 095 245 S10 M12 M12 1.75 4 9.5 24.5 = 80 10
4ANKTMA 095 315 S10 M12 M12 1.75 4 9.5 31.5 - 80 10
4ANKTMA 099 360 S10 M12 M12 1.75 4 9.9 19.06 36 85 10
4NKTMA 100 280 S10 M14 M14 2 4 10 28 - 85 10
4NKTMA 100 360 S10 M14 M14 2 4 10 36 = 90 10
4ANKTMA 116420 S12 M14 M14 2 4 11.6 21.75 42 90 12
4ANKTMA 120320 S12 M16 M16 2 4 12 32 = 95 12
4ANKTMA 120400 S12 M16 M16 2 4 12 40 - 100 12
4ANKTMA 136 480 S14 M16 M16 2 4 13.6 25.75 48 100 14
4ANKTMA 140 400 S14 M18 M18 2.5 5 14 40 - 95 14
4NKTMA 140 450 S14 M18 M18 2.5 5 14 45 = 105 14
4ANKTMA 160 400 S16 M20 M20 2.5 5 16 40 - 105 16
4ANKTMA 160 500 S16 M20 M20 2.5 5 16 50 = 115 16
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4 Flutes Helix Nick Type Thread Mill for Aluminum
L 9205 28 HEYA L] EfY #HEY

B Lo 293=

DINEET I o2

0 'l%oI' 2| Unit: mm

W& F83 (With coolant)

JI)I'

4NKTMA 045 120 S06 M6C M6 1 4 4.5 12 - 60 6
4NKTMA 045 160 S06 M6C M6 1 4 4.5 16 - 60 6
4NKTMA 048 180 S06 M6C M6 1 4 4.8 10.9 18 60 6
4NKTMA 060 175 S06 M8C M8 1.25 4 6 17.5 - 65 6
4NKTMA 060 200 S06 M8C M8 1.25 4 6 20 - 65 6
4NKTMA 065 240 S08 M8C M8 1.25 4 6.5 13.62 24 65 8
4NKTMA 075 210 S08 M10C M10 1.5 4 7.5 21 - 75 8
4NKTMA 075 270 S08 M10C M10 1.5 4 7.5 27 - 75 8
4NKTMA 082 300 S10 M10C M10 1.5 4 8.2 16.34 30 75 10
4NKTMA 095 245 S10 M12C M12 1.75 4 9.5 24.5 - 80 10
4NKTMA 095 315 S10 M12C M12 1.75 4 9.5 31.5 - 80 10
4NKTMA 099 360 S10 M12C M12 1.75 4 9.9 19.06 36 85 10
4NKTMA 100 280 S10 M14C M14 2 4 10 28 - 85 10
4NKTMA 100 360 S10 M14C M14 2 4 10 36 - 90 10
4NKTMA 116 420 S12 M14C M14 2 4 11.6 21.75 42 90 12
4NKTMA 120 320 S12 M16C M16 2 4 12 32 - 95 12
4NKTMA 120 400 S12 M16C M16 2 4 12 40 - 100 12
4NKTMA 136 480 S14 M16C M16 2 4 13.6 25.75 48 100 14
4NKTMA 140 400 S14 M18C M18 2.5 5 14 40 - 95 14
4NKTMA 140 450 S14 M18C M18 2.5 5 14 45 - 105 14
4NKTMA 160 400 S16 M20C M20 2.5 5 16 40 - 105 16
4NKTMA 160 500 S16 M20C M20 2.5 5 16 50 - 115 16
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4 Flutes Helix Nick Type Thread Mill for Stainless Steel
TS 4w sus 38 geix yz erg saee 22

. SUS ElEI"E' oF:I- 7|._T'_

o E2 ML} 'é*%* =2 0|&0| 7H5|ILICt
o Z|H LIAZES 2201 : 2xD, 2.5xD, 3xD (LAI7Hs 213)
o O P2 UAZISS QIsh 82lZ 2|2 B S AHESIASLIC
o ZILIAF 7K AJZH0| A CHREIL T

2 ' « ERChuck AF2S AZ5HA| QaLILt,
o u h5
e f ) o
el mp‘l‘: o Thread Mill for SUS, Titanium alloy.

High cutting speed and high Feed per tooth are possible.
Maximum thread length : 2xD, 2.5xD, 3xD(thread diameter)
Helical rib type is applied for deeper screw machining.
Reduced machining times for long threads.

We do not recommend using a ER Chuck.

“T—u—»‘ h5

s

g
@
%‘

73

60°

CEPooS

TISIN-R Helix Angle Rotation DATA L]
Qe 1/8P
ISO ZZ-I °I'E 2| Unit: mm
QI Z/¥ (Without coolant)

ANKTMS 022 060 S06 M3 M3 0.5 4 2.2 6 = 60 6
ANKTMS 022 080 S06 M3 M3 0.5 4 2.2 8 - 60 6
4NKTMS 024 090 S04 M3 M3 0.5 4 2.4 5.47 9 45 4
4ANKTMS 029 084 S06 M4 M4 0.7 4 2.9 8.4 - 60 6
ANKTMS 029 112 S06 M4 M4 0.7 4 2.9 11.2 - 60 6
4NKTMS 0315 120 S04 M4 M4 0.7 4 3.15 7.64 12 45 4
4ANKTMS 038 112 S06 M5 M5 0.8 4 3.8 11.2 = 60 6
ANKTMS 038 128 S06 M5 M5 0.8 4 3.8 12.8 - 60 6
4NKTMS 039 150 S04 M5 M5 0.8 4 3.9 8.73 15 50 4
ANKTMS 045 120 S06 M6 M6 1 4 4.5 12 - 60 6
ANKTMS 045 160 S06 M6 M6 1 4 4.5 16 = 60 6
ANKTMS 048 180 S06 M6 M6 1 4 4.8 10.9 18 60 6
ANKTMS 060 175 S06 M8 M8 1.25 4 6 17.5 = 65 6
ANKTMS 060 200 S06 M8 M8 1.25 4 6 20 - 65 6
ANKTMS 065 240 S08 M8 M8 1.25 4 6.5 13.62 24 65 8
4ANKTMS 075210 S08 M10 M10 1.5 4 7.5 21 - 75 8
ANKTMS 075 270 SO8 M10 M10 1.5 4 7.5 27 = 75 8
ANKTMS 082 300 S10 M10 M10 1.5 4 8.2 16.34 30 75 10
4NKTMS 095 245 S10 M12 M12 1.75 4 9.5 24.5 = 80 10
4ANKTMS 095 315 S10 M12 M12 1.75 4 9.5 31.5 - 80 10
ANKTMS 099 360 S10 M12 M12 1.75 4 9.9 19.06 36 85 10
4NKTMS 100 280 S10 M14 M14 2 4 10 28 - 85 10
4NKTMS 100 360 S10 M14 M14 2 4 10 36 = 90 10
ANKTMS 116420 S12M14 M14 2 4 11.6 21.75 42 90 12
4NKTMS 120 320 S12 M16 M16 2 4 12 32 = 95 12
4ANKTMS 120400 S12M16 M16 2 4 12 40 - 100 12
ANKTMS 136 480 S14 M16 M16 2 4 13.6 25.75 48 100 14
4ANKTMS 140400 S14 M18 M18 2.5 5 14 40 - 95 14
ANKTMS 140450 S14 M18 M18 2.5 5 14 45 = 105 14
ANKTMS 160 400 S16 M20 M20 25 5 16 40 - 105 16
4ANKTMS 160 500 S16 M20 M20 2.5 5 16 50 = 115 16
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Mmgn 4 Flutes Helix Nick Type Thread Mill for Stainless Steel
I
HAS 45 SUS 7188 EIZIA LT Ef) AeEg

IS0 .l%oli ctgl Unit: mm

W& F83 (With coolant)

JI)II

4NKTMS 045 120 S06 M6C M6 1 4 4.5 12 - 60 6
4NKTMS 045 160 S06 M6C M6 1 4 4.5 16 - 60 6
4NKTMS 048 180 S06 M6C M6 1 4 4.8 10.9 18 60 6
4NKTMS 060 175 S06 M8C M8 1.25 4 6 17.5 - 65 6
4NKTMS 060 200 S06 M8C M8 1.25 4 6 20 - 65 6
4NKTMS 065 240 S08 M8C M8 1.25 4 6.5 13.62 24 65 8
4NKTMS 075 210 SO8 M10C M10 1.5 4 7.5 21 - 75 8
4NKTMS 075 270 SO8 M10C M10 1.5 4 7.5 27 - 75 8
4NKTMS 082 300 S10 M10C M10 1.5 4 8.2 16.34 30 75 10
4NKTMS 095 245 S10 M12C M12 1.75 4 9.5 24.5 - 80 10
4NKTMS 095 315 S10 M12C M12 1.75 4 9.5 31.5 - 80 10
4NKTMS 099 360 S10 M12C M12 1.75 4 9.9 19.06 36 85 10
4NKTMS 100 280 S10 M14C M14 2 4 10 28 - 85 10
4NKTMS 100 360 S10 M14C M14 2 4 10 36 - 90 10
4NKTMS 116 420 S12 M14C M14 2 4 11.6 21.75 42 90 12
4NKTMS 120 320 S12M16C M16 2 4 12 32 - 95 12
4NKTMS 120 400 S12 M16C M16 2 4 12 40 - 100 12
4NKTMS 136 480 S14 M16C M16 2 4 13.6 25.75 48 100 14
4NKTMS 140 400 S14 M18C M18 2.5 5 14 40 - 95 14
4NKTMS 140450 S14 M18C M18 2.5 5 14 45 - 105 14
4NKTMS 160 400 S16 M20C M20 2.5 5 16 40 - 105 16
4NKTMS 160 500 S16 M20C M20 2.5 5 16 50 - 115 16
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%W 4 Flutes Pipe Taper Thread Mill for generality with Thru-Coolant

‘ -7 — - o

YA IS 4448 28 HOJT LA FE A EY *ﬁf@”
 HRCS00/32l EX2IZ, 832, BHAZ, 22 7t3

+ U 22 S8 BTl W2t B30 5L
+ A Q02 24 BASE BaF0] 1| B3 BNS HHBILICE

* ERChuck AH&2 #¥5t2] Q&L

e hs + Thread Mill for hardened steel (~Hrc50), alloy steel, carbon

4 i i steel, castiron.
’Z’f' od + Effective coolant supply is possible through the inner holes.

+ Remove the fusion of chips by supplying cutting oil directly to
the cutting area.

D3
F + We do not recommend using a ER Chuck.

S R0.137P ua
30°), 30 g LTS
/ o
- . o 0° o
lTisiNs| 15° | R | cvmns ] Ve e
2f | coatng | weixnge | Rotation | DATA 7 Ho| : USAS B2.11968 7% Mol : BS.21:1985
383p Xt S8 2F NPT 22Xt 58 & BSPT

|SO %10-|%OI‘% Skl Unit: mm

L& 288 (With coolant)

4NPTM 059 098 S06 1/16-27C NPT 27 6.3 4 10 59 9.8 60 6
4NPTM 0765 098 S08 1/8-27C NPT 27 8.5 4 10 7.65 9.8 60 8
4NPTM 099 147 S10 1/4-18C NPT 18 1.1 4 10 9.9 14.7 70 10
4NPTM 1115147 S12 3/8-18CNPT 18 14.5 4 10 11.15 14.7 70 12
4NPTM 1425189 S16 1/2(3/4)-14CNPT 14 17.7(23) 4 10 14.25 18.9 90 16

gMM 4 Flutes Pipe Taper Thread Mill for Aluminum with Thru -Co
s 45 Z20|5 24& HO/H LA 7tE AL EL

- YR0|5, Y20)E B3 5 HIH 34 1S

. Lj2 82 £3 AT U2 B30I 75BUC,
mﬂ . 24990 44 AR BI610| 19l 84 HYS AR
2o 3

+ ERChuck AF&2 AZ312| 2ELICt

L . . .
ol hs + Thread Mill for Aluminum, Aluminum alloy,
. f f non-ferrous and non-metalic materials.
@ il od + Effective coolant supprK_ls possible through the inner holes.
+ Remove the fusion of chips by supplying cutting oil directly to
D3 the cutting area.
F + We do not recommend using a ER Chuck.
o1l 2EP RO.137P L&
30°),30 LHZ LTS
/ o7
L " y 47" o0 ] NrarTro
( GTAC 150 R CUTTING —\ R0137P
1 | Coatng” | wexhnge | rowtion | DATA 77 Fol 1 USAS B2.11968 2 B : B.S211985
383p i 88 1 EE NPT 32X 58 EE BSPT

ISO 24s= k9] Unit: mm

L& 258 (With coolant)

— 4NPTMA 059 098 S06 1/16-27CNPT 27 6.3 4 10 5.9 9.8 60 6
X 4NPTMA 0765 098 S08 1/8-27C NPT 27 8.5 4 10 7.65 9.8 60 8
m 4NPTMA 099 147 S10 1/4-18C NPT 18 1 4 10 9.9 14.7 70 10
= ANPTMA 1115 147 S12 3/8-18CNPT 18 145 4 10 11.15 14.7 70 12
= 4NPTMA 1425189516 1/2G/4)-14CNPT | 14 17.7(23) 4 10 14.25 18.9 9 16
=

P
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MM@( 4 Flutes Pipe Taper Thread Mill for Stainless Steel with Thru-Coolant W
VA 45 SUS 28 E|o]mf LIAF 7FE A2[EY

<—L1*>‘ h5

CUTTING
TIsIN R Hellx Angle Rotatlon DATA
ISO&

%
4=

« SUS, E|IEtE &2 718
. L% 52 3 A2f30 W2t4 20| H5ELI
o HAFGOo 2 A HAQE D50 10| B2t SARS A| S C

 ERChuck A&2 44’§°|'7~| &Lt

+ Thread Mill for SUS, Titanium alloy.

+ Effective coolant supply is possible through the inner holes.

+ Remove the fusion of chips by supplying cutting oil directly to
the cutting area.

+ Wedo not recommend using a ER Chuck.

30°),30° Wz

72 &9l 1 USAS B2.1:1968
ZA 53 1 EE NPT

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

k9| Unit: mm

& 83 (With coolant)

4NPTMS 059 098 S06 1/16-27C NPT 27
4NPTMS 0765 098 S08 1/8-27CNPT 27
4NPTMS 099 147 S10 1/4-18CNPT 18
4NPTMS 1115 147 512 3/8-18CNPT 18
4ANPTMS 1425 189 S16 1/2(3/4)-14CNPT 14

6.3
8.5
1.1
14.5
17.7(23)

4 10 59 9.8 60 6
4 10 7.65 9.8 60 8
4 10 9.9 14.7 70 10
4 10 11.15 14.7 70 12
4 10 14.25 18.9 90 16

4 Flutes Pipe Taper Thread Mill for generality with Thru-Coolant

SESTM

<—L1*>‘ h5

Q
o
Q>
a

L *
o
(o | TISIN-S 1 5 R CUTTING
E o PR DATA
383P

ISO 2¥&=

4Lt 2 32 Fl0|T{ LIAF 712 SAED

HRC500|3t2192i2|Z, &2, 24, 7S
LjE 22 £5t FI}A0I HZkA 20| RS L}

o/ T od

A mm 002 A HMALQZ TIFH0] 210| S HALS H|ABILIC.

ER Chuckkf%g HY5HA L

+ Thread Mill for hardened steel(~Hrc50), alloy steel, carbon

steel, castiron.

Effective coolant supply is possible through the inner holes.
Remove the fusion of chips by supplying cutting oil directly to
the cutting area.

We do not recommend using a ER Chuck.

30°,.30° Wz

R0.137P
N 275

74 Fo| 1 USAS B2.1:1968
A 58 1 EE NPT

2 3ol : B.S.21:1985
3x S8 EE BSPT

ol Unit: mm

L= 28 (With coolant)

4BSTM 059 103 S06 1/16-28CBSPT 28
4BSTM 0765 103 S08 1/8-28CBSPT 28
4BSTM 099 152 S10 1/4-19CBSPT 19
4BSTM 1115152512 3/8-19CBSPT 19

4BSTM 1425 224 S16 1/2(3/4)-14CBSPT | 14

6.7
8.7
11.8
15.2
19

4 10 5.9 10.3 60 6 <

4 10 7.65 10.3 60 8 %

4 10 9.9 15.2 70 10 m

4 10 11.15 15.2 70 12 -"S
4 10 14.25 22.4 90 16

S

'\

'\

307

www.jjtools.co.kr




TN av3dHL

4 4 Flutes Pipe Taper Thread Mill for Aluminum with Thru-Coolant
DEETTIUE: i gans vs o iz oneg Y
3 Sl ui241E

+ U B2 S8 AT W24 BT0| ST
- 499102 43 2408 33000l Bol X BLB IR

ER Chuck AFE&E AHA5}A| gL LT,

U hs

.

Thread Mill for Aluminum, Aluminum alloy,

o ld non-ferrous and non-metalic materials.

1 Effective coolant supply is possible through the inner holes.
Remove the fusion of chips by supplying cutting oil directly to
the cutting area

D3
li + Wedo not recommend using a ER Chuck.

30°/,30° g

GTAC CUTTING :
E. DATA 77 Mol : USAS B2.1:1968 7 Ho| : B.S.211985
X &3 : EE NPT X 55 : B BSPT
|SO %o Skl Unit: mm
2 388 (With coolant)
4BSTMA 059 103 S06 1/16-28C BSPT 28 6.7 4 10 5.9 10.3 60 6
4BSTMA 0765 103 S08 1/8-28CBSPT 28 8.7 4 10 7.65 10.3 60 8
4BSTMA 099 152 S10 1/4-19C BSPT 19 11.8 4 10 9.9 15.2 70 10
4BSTMA 1115152 S12 3/8-19CBSPT 19 15.2 4 10 11.15 15.2 70 12
4BSTMA 1425 224 S16 1/2(3/4)-14CBSPT 14 19 4 10 14.25 22.4 90 16

%mg 4 Flutes Pipe Taper Thread Mill for Stainless Steel with Thru-Coolant W
‘ r —

J 45 SUS ZH& EljO]mf LAt 7FE A EE

« SUS, ElEts &3 715

. L5 22 S5 Bl Y24 330| 7HsEILICL
o HAFQHOZ 1M HAOE 2AF10] 10| 82+ SHAMS H| AL

+ ER ChuckAr&2 H&4| }7~| &LICt.

: I he . « Thread Mill for SUS, Titanium alloy.
oD 0d + Effective coolant supply is possible through the inner holes.
v + Remove the fusion of chips by supplying cutting oil directly to

the cutting area.

'!lE + We do not recommend using a ER Chuck.

30°,30° Wz

CUTTING i .
E . T2 ol : USAS B2.1:1968 72 H9| : B.S.21:1985
Zi 53 BE NPT T 53 : BF BSPT
|SO 243 JE £l Unit: mm
5 253 (With coolant)
4BSTMS 059 103 S06 1/16-28C BSPT 28 6.7 4 10 5.9 10.3 60 6
4BSTMS 0765 103 S08 1/8-28CBSPT 28 8.7 4 10 7.65 10.3 60 8
4BSTMS 099 152 S10 1/4-19C BSPT 19 11.8 4 10 9.9 15.2 70 10
4BSTMS 1115152512 3/8-19C BSPT 19 15.2 4 10 11.15 15.2 70 12
4BSTMS 1425 224 516 1/2(3/4)-14CBSPT 14 19 4 10 14.25 22.4 90 16
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4 Flutes Thread Mill for Dental Implants (Three Thread) W
45 2|2t YEELE F15 M EY (3 LIAHY)

+ E|Els, EEts B2 715

o 4312 LY LIAF 7128 QIst Aot ZEst < CjAtel,
e | Sum e 4 A 594 B 2 AN Soias
Thread Mill v o =
LR
- ] Li=Pitthx3 Dz hs o B2 HAAIAS 201 3T RS HAFILICE
yges @ Di%‘ . STIRESOIE ZAAZUYC
Implants s : lF %+ ERChuck AF22 HA5IA| 2&LICE
: L3 . - -
La + Thread Mill for Titanium, Titanium alloy.
Implants L ‘ + Tough and strong edge design for threading in hardened
steels.
- + Deliver improved cutting and chip removal, reducing the
e ;"0:" risk of the cutting tool breaking off inside of hole.

+ Tip shape reduces cutting resisitance and supresses tool

uwW 15° | ° CUTTING bending.
E DATA + Drastically reduces tool breakage.
O + Wedo not recommend using a ER Chuck.
383P
IS0 &

%
o

o9l Unit: mm

9= 293 (Without coolant)

4IMTM 009 025 S03 M012 M1.2 0.25 4 3 0.9 0.95 2.5 &3 4.3 40 3
4IMTM 0105 028 SO3 M014 M1.4 0.3 4 3 1.05 1.1 2.8 3.5 5 40 3
4IMTM 012 033 S03 M016 M1.6 0.35 4 B 1.2 1.25 8% 4.2 5.9 40 3
4IMTM 014 038 SO3 M018 M1.8 0.35 4 3 1.4 1.45 3.8 4.7 6.6 40 3
4IMTM 0154 039 S03 M2 M2 0.4 4 3 1.54 1.7 3.9 4.9 6.7 40 3
4IMTM 0196 048 S03 M025 M2.5 0.45 4 3 1.96 2 4.8 5.8 8.2 40 3

4 I 4 Flutes Thread Mill for Dental Implants (Three Thread)
TINTTN. s rmagee nasacy iy —EY
« ElEts, ElEkE 2715

. Z05H2 U AL 7122 98 A5 2ot CeL,

© SYE UMY AAS 53 377t 7Y QN Bofrls
9/83 St

© E NS YA IS 20|11 37 THYE SHBLIC,
Li=Pitch x 3 o ns o STIOES OE ZAAZLLCH
Qﬂln + ERChuck AF&S A¥5}A| SLICt
° L2 + Thread Mill for Titanium, Titanium alloy.
L + Tough and strong edge design for threading in hardened
Implants steels.
« Deliver improved cutting and chip removal, reducing the risk

ap U of the cutting tool breaking off inside of hole.
60 + Tip shape reduces cutting resisitance and supresses tool

= ‘ bending.
CUTTING + Drastically reduces tool breakage.
TISIN R Henx Angle Rotatlon DATA 18P Qe + Wedo not recommend using a ER Chuck.

ISO £ 3o ctel Unit: mm

Ay
Thread Mill

|2
HEHs
Implants

od

Qe Z23 (Without coolant)

4IMTM 0057 023 S06 M008 MO0.8 0.2 8 B 0.57 2.3 50 6
4IMTM 0064 026 SO6 M009 MO0.9 0.225 3 3 0.64 2.6 50 6
4IMTM 0071 029 S06 M1 M1 0.25 4 3 0.71 2.9 50 6
4IMTM 0091 034 S06 M012 M1.2 0.25 4 3 0.91 3.4 50 6
4IMTM 0105 039 S06 M014 M1.4 0.3 4 3 1.05 3.9 50 6
4IMTM 012 045 S06 M016 M1.6 0.35 4 3 1.2 4.5 50 6
4IMTM 014 050 S06 M018 M1.8 0.35 4 3 1.4 5 50 6
4IMTM 0154 056 S06 M2 M2 0.4 4 3 1.54 5.6 50 6
4IMTM 0184 063 S06 M023 M2.3 0.4 4 3 1.84 6.3 50 6
4IMTM 0198 069 S06 M025 M2.5 0.45 4 3 1.98 6.9 50 6
4IMTM 0208 071 S06 M026 M2.6 0.45 4 B 2.08 7.1 50 6
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4NK TM Cutting Condition

oA ¥32/372 13:3 L20E AH[QlEAZ
Material Alloy Steel/ Tool Steel Hardened Steels Aluminum Stainless Steel
4E Hardness ~30HRC 35 ~45HRC
TAP v/C FZ v/C FZ v/C FZ v/C FZ
M3 50~70 0.01 ~0.02 55~65  0.008~0.01 100~130 0.03~0.04 70~ 85 0.01 ~0.02
M4 50~70 0.01~0.02 55~65  0.008~0.01 100~130 0.03~0.04 70~ 85 0.01~0.02
M5 50~70 0.01~0.02 55~ 65 0.01 ~0.02 100~130 0.03~0.04 70~ 85 0.01~0.02
M6 50~70 0.01 ~0.02 55 ~ 65 0.01 ~0.02 100~130 0.04~0.05 70~ 85 0.02 ~0.03
M8 50~70 0.02~0.03 55~ 65 0.02~0.03 100~130 0.04~0.05 70 ~ 85 0.02~0.03
M10 50~70 0.02 ~0.03 55~ 65 0.02 ~0.03 100~130 0.05~0.06 70~ 85 0.03~0.04
M12 50~70 0.02 ~0.03 55~ 65 0.02 ~0.03 100~130 0.06 ~0.07 70~ 85 0.05 ~ 0.06
M16 50~70 0.03~0.04 55 ~ 65 0.03~0.04 100~130 0.06 ~0.07 70 ~ 85 0.05 ~ 0.06
M20 50~70 0.03 ~0.04 55 ~ 65 0.03~0.04 100~130  0.06 ~0.07 70 ~ 85 0.05 ~ 0.06
4NP TM Cutting Condition
oA ¥32/372 13:3 Y205 AH[QlAZ
Material Alloy Steel/ Tool Steel Hardened Steels Aluminum Stainless Steel
4 Hardness ~30HRC 35 ~45HRC
TAP v/C FZ v/C FZ v/C FZ v/C FZ
1/16-27C NPT 50~70 0.01~0.02 55 ~ 65 0.01 ~0.02 100~130 0.03~0.04 70~ 85 0.02 ~0.03
1/8-27C NPT 50~70 0.02 ~0.03 55~ 65 0.02 ~0.03 100~130 0.03~0.04 70~ 85 0.02 ~0.03
1/4-18CNPT 50~70 0.02 ~0.03 55~ 65 0.02 ~0.03 100~130 0.03~0.04 70~ 85 0.03~0.04
3/8-18C NPT 50~70 0.02 ~0.03 55 ~ 65 0.02 ~0.03 100~130 0.04~0.05 70 ~ 85 0.05 ~ 0.06
1/2(3/4)-14C NPT 50 ~ 70 0.03~0.04 55 ~ 65 0.03~0.04 100~130 0.04~0.05 70 ~ 85 0.05 ~ 0.06
4BS TM Cutting Condition
oA ¥33/372 13:3 2205 AHQlzAZ
Material Alloy Steel/ Tool Steel Hardened Steels Aluminum Stainless Steel
4 Hardness ~30HRC 35 ~45HRC
TAP v/C FzZ v/C FZ v/C FZ v/C FZ
1/16-28C BSPT 50~70 0.01~0.02 55 ~ 65 0.01 ~0.02 100~130 0.03~0.04 70~ 85 0.02 ~0.03
1/8-28C BSPT 50~70 0.02 ~0.03 55~ 65 0.02 ~0.03 100~130 0.03~0.04 70~ 85 0.02 ~0.03
1/4-19C BSPT 50~70 0.02 ~0.03 55~ 65 0.02 ~0.03 100~130 0.03~0.04 70~ 85 0.03~0.04
3/8-19CBSPT 50~70 0.02 ~0.03 55 ~ 65 0.02 ~0.03 100~130 0.04~0.05 70 ~ 85 0.05 ~ 0.06
1/2(3/4)-14C BSPT 50 ~ 70 0.03 ~ 0.04 55~ 65 0.03 ~ 0.04 100~130 0.04~0.05 70 ~ 85 0.05 ~ 0.06
2 D TM Cutting Condition 4IM TM Cutting Condition
A 20|15 | AR ElEks
Material Aluminum Material Titanium Alloys
TAP v/C FZ TAP V/C FzZ
M3 90~ 130 0.03~0.04 M0.8 ~ M1 20~80 0.005 ~ 0.01
M4 90~ 130 0.03~0.04 M1 ~ M2 20~80 0.005 ~ 0.01
M5 90~ 130 0.03~0.04 M 2.5 20~80 0.01 ~0.02
M6 90~ 130 0.04 ~0.05
M8 90~ 130 0.04 ~0.05
M10 90 ~ 130 0.05 ~ 0.06
M12 90~ 130 0.06 ~ 0.07
M16 90 ~ 130 0.06 ~ 0.07
+ 7iE4 e 3 Auau,
« BE YA OIS f (mm/tooth) S LIAIZES Ol LHH| 30% +20 2 L FHAL.
o A7) EBAZA2 AU 0|2, HIISA 7HS HY, 718 A, A8 7|A|0f| Wt 2A4HE QY LT

- HAAU.9E ZRY SUE ABS FHFLCL

* Using shrink-fit chuck is recommeded.
* When the tool approaches the work material, reduce the feed by 30%.

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

* Internal and external coolants are recommended for milling.
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4E TM Cutting Condition

| AR g§32/372 13=g 2205 AH|QlE| A
Material Alloy Steel/ Tool Steel Hardened Steels Aluminum Stainless Steel
ZAE Hardness ~30HRC 35 ~45HRC
TAP v/C FZ v/C FZ v/C FZ v/C FzZ
M3 50~ 70 0.01~0.02 45~55  0.005~0.01 100~130 0.03~0.04 70~80  0.015~0.025
M4 50 ~70 0.01~0.02 45~55  0.005~0.01 100~130 0.03~0.04 70~80  0.015~0.025
M5 50 ~70 0.01~0.02 45~55  0.005~0.01 100~130 0.03~0.04 70~80  0.015~0.025
M6 50~ 70 0.02~0.03 45~55  0.01~0.015 100~130 0.04~0.05 70~80  0.025~0.035
M8 50 ~70 0.02~0.03 45~55  0.01~0.015 100~130 0.04~0.05 70~ 80 0.03~0.04
M10 50~ 70 0.02~0.03 45~55  0.015~0.02 100~130 0.05~0.06 70 ~ 80 0.03~0.04
M12 50 ~70 0.03~0.04 45~55  0.02~0.025 100~130 0.06~0.07 70 ~ 80 0.03~0.04
M16 50 ~ 70 0.03~0.04 45~55  0.02 ~0.025 100~130 0.06~0.07 70 ~ 80 0.04 ~ 0.05
4M TM Cutting Condition
A 33/ 3+4 13E3 2205 AH|QIZ| A
Material Alloy Steel/ Tool Steel Hardened Steels Aluminum Stainless Steel
A& Hardness ~30HRC 35~45HRC
TAP V/C Fz V/C FzZ V/C FzZ V/C Fz
M1 50~70 0.005~0.01 55~65 0.005~0.01 100~130 0.02~0.34 70 ~ 85 0.005 ~ 0.01
M2 50~70 0.005~0.01 55~65  0.005~0.01 100~130 0.02~0.34 70 ~ 85 0.005 ~ 0.01
M3 50 ~70 0.01~0.02 55~ 65 0.01~0.02 100~130 0.02~0.34 70 ~ 85 0.005 ~ 0.01
M4 50~ 70 0.01~0.02 55~ 65 0.01~0.02 100~130 0.04~0.05 70 ~ 85 0.01 ~0.02
M5 50~ 70 0.02~0.03 55~ 65 0.02~0.03 100~130 0.04~0.05 70 ~ 85 0.01 ~0.02
M6 50 ~ 70 0.02 ~0.03 55 ~ 65 0.02 ~0.03 100~130 0.05~0.06 70 ~ 85 0.02 ~0.03
45 TM Cutting Condition
A 438/ 3+4 13E 2205 AH|QIZ|AZ
Material Alloy Steel/ Tool Steel Hardened Steels Aluminum Stainless Steel
A& Hardness ~30HRC 35~45HRC
TAP \/[¢ Fz V/C Fz V/C FzZ V/C Fz
M3 50 ~70 0.01~0.02 55~65 0.008 ~0.01 100~130 0.03~0.04 70 ~ 85 0.01~0.02
M4 50~ 70 0.01 ~0.02 55~65 0.008 ~0.01 100~130 0.03~0.04 70 ~ 85 0.01 ~0.02
M5 50~ 70 0.01~0.02 55~ 65 0.01~0.02 100~130 0.03~0.04 70 ~ 85 0.01~0.02
M6 50~ 70 0.01~0.02 55~ 65 0.01 ~0.02 100~130 0.04~0.05 70 ~ 85 0.02 ~0.03
M8 50~ 70 0.02~0.03 55~ 65 0.02~0.03 100~130 0.04~0.05 70 ~ 85 0.02~0.03
M10 50~ 70 0.02~0.03 55~ 65 0.02~0.03 100~130 0.05~0.06 70 ~ 85 0.03~0.04
M12 50~70 0.02~0.03 55~ 65 0.02~0.03 100~130 0.06~0.07 70 ~ 85 0.05~0.06
M16 50 ~ 70 0.03~0.04 55 ~ 65 0.03 ~ 0.04 100~130 0.06 ~0.07 70 ~ 85 0.05 ~ 0.06
4HTM Cutting Condition
oA §4238d/3+% 13=g Y205 AH|QlE| A
Material Alloy Steel/ Tool Steel Hardened Steels Aluminum Stainless Steel
ZAE Hardness ~30HRC 35 ~45HRC
TAP v/C FZ v/C FzZ v/C FzZ v/C FzZ
M3 50~ 70 0.01~0.02 50~60  0.005~0.008 100~130 0.03~0.04 70 ~ 85 0.01~0.02
M4 50~ 70 0.01~0.02 50~60  0.005~0.008 100~130 0.03~0.04 70 ~ 85 0.01~0.02
M5 50 ~70 0.01~0.02 50 ~ 60 0.01~0.02 100~130 0.03~0.04 70 ~ 85 0.01~0.02
M6 50~ 70 0.01 ~0.02 50 ~ 60 0.01 ~0.02 100~130 0.04~0.05 70 ~ 85 0.02 ~0.03
M8 50 ~70 0.02 ~0.03 50 ~ 60 0.02 ~0.03 100~130 0.04~0.05 70 ~ 85 0.02 ~0.03
M10 50~ 70 0.02~0.03 50 ~ 60 0.02 ~0.03 100~130 0.05~0.06 70 ~ 85 0.03~0.04
M12 50~ 70 0.02~0.03 50 ~ 60 0.02~0.03 100~130 0.06~0.07 70 ~ 85 0.05~0.06
M16 50 ~ 70 0.03~0.04 50 ~ 60 0.03~0.04 100~130 0.06~0.07 70 ~ 85 0.05 ~ 0.06

Tt Hure ¥ .
37 22| Of f (mm/tooth) B LIAZES 01 ThE| 30% 4Z02 L3 FAAR.
A7\ MMZAS 2 4300102, A THBAIIHS B4, 713 2, 38 7|70 wet 22047 2% shic.

=7y o
AN Y, 57E SUE AFES FeiLCL

Using shrink-fit chuck is recommeded.
When the tool approaches the work material, reduce the feed by 30%.

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

Internal and external coolants are recommended for milling.
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