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One Pass Thread Mill
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The Secret to 1-Pass Cutting

BrLEEIRIRET] | (ERBRI2RYIBIINITZER 1R IFTEE |, 4afainTAtiE)

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

AT-1 (£#21E) |B7™=fm ( A%E)
MR R Left Hand Helix Conventional Thread Mill (Right Hand Helix)
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[PAT. in Japan]

Unequal spacing /
variable lead flute
Reduces vibration
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Right-hand cut and FIERE— AR &S AT FIETRE—UAIRSTIRI I &S5RI T
left-hand helix geometry I TR MEIN T LIS E

Starts cutting from the shank side Starts cutting from the tip

— Reduced deflection — Big deflection

(IR

Climb milling recommended

A LASEBI RN Sehk !

Cutting in 1-Pass!

’%ﬂn ® High-Grade Internal Threading
Skl ]
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EgiAsiRE
EgiAs Coating
Exceptional wear
resistance and toughness

EmEESIE

BHRFERSE AT-1 (1 RAINT) IR (2R I0T)

Ultra-Fine Grain Carbide 1 -pass Conventional Thread Mill 2-pass

High wear resistance and toughness
R RLEAYNS
Size ®19.7X54 P3 6F Internal Thread Size M24x3
InTazst PR
Work Material suUs304 Tapping Length 45mm
IREE ; . HIRIH KIBHELIENR
Cutting Speed 40m/min (646min) Coolant Water-Soluble
BHEERE ; NTRE Er=UINTHG (BT40)
FeegL 14mm/min (0.02mm/t) Machine Hori;)ntal Machining Center
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DHI&E Cutting Data

meiteo

.Eﬂﬁw-l-ﬂg{tﬁ Effects of left-hand helix

. DHI*)JEEEQWEQEF&ﬁEﬁ tl_’, Comparison of differences in internal thread pitch diameter at initial cutting stage

}S_i(lz? $7.7%X22 P1 4F B{:mm Unit:mm
p— OB RSP SRR
Work Material SCM440 (30HRC) Hole Entry Inner Hole Area Dia. Difference

. AEhERE ~ ~ ~
DuEE 100m/min (4,136min") | 40120~ +0.140 | +0.040 ~+0.060 | 0.060 ~ 0.100
AR . ARhE R ~ ~ o
s 380mm/min (0.1mm/t) st +0.120 ~ +0.140 | +0.120 ~ +0.140 0~ 0.020
REBRRY M10X 1mm BRI RN RS ER
Internal Thread Size Pitch diameter measurement method : Step gauge Eﬂ'l,zoium LA
E}LRTI ¢ 9X18mm (]“E}l") Handles pmﬁn@rﬁemnces of
Drill Hole Size Through 20 um or less.
PRSI EE
Threading Length 15mm ,

- DI TAPBARATAL (%)

’]uIH;ﬁ J”miﬁﬂul’l ;7\ mm Changes in pitch diameter with time (rendered image)
Machining Method Climb milling 1-Pass 0.14
IR AR 012 Cfap e ] = e
Coolant Water-Soluble : Right Hand Helix Left Hand Helix
NITRE NI (BT30) 0.1
Machine Vertical Machining Center

- EARhErE ) B AL O SFLREPR PR RER/N |
HERIEAUARLERRR RS, FEREZTIB/ILET]
g ERERINT , SSR) BRI TSR,

* 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.

. Eg iAS %Eﬂgm Effects of EgiAs coating

RY

Size $7.7X22 P1 4F
InTazet

Work Material SCM440
FIEIEE : .
Cutting Sxpeed 80m/min (3,307min")
gﬁj@g 30mm/min (0.01mm/t)
PR R

Internal Thread Size M10X1mm
[EFLRY ®9x25mm (57L)
Drill Hole Size Blind
PIZEURE

Threading ingth 19mm
FIRIHE IKBMHEIEIR
Coolant Water-Soluble
NTigsE NI (BT30)
Machine Vertical Machining Center

pitch dia. FN-BFS4
o
o
3]
I

100 200

Number of processed thread holes

300 400

500 600

INTFLEL

700 800 900 1,000

[ | BDIZOOO}U—E- Cutting edge after threading 2,000 holes

-

EgiAsiRE

EgiAs Coating

WXiRE

WX Coating




DHI&E Cutting Data

O~@RIZHIN TAEHERSELL NSRS TN T

Work materials @ to 3 are machined under the conditions shown below.

PRSI

Internal Thread Size

M10X%1

1. MIEEFL O SRARERHERZEE20um LI

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

il : +0.080F9FPREMATLUEIL , +0.1004907

(BEIIRE)

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

JRFLRT ®9%X25mm (571
Drill Hole Size Blind
PORETICEE

Threading zngth 19mm
HIEE IKBHELIEIR
Coolant Water-Soluble
g ZRINTHG (BT30)
Machine Vertical Machining Center

@ SUS304H§HI]I Machining SUS304

Condition 1.

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

2. HEU LS 1A EERNRETIEISE

#ATA AT-1 N 1560
Tool ®7.7X22 P1 4F Competitor mo AN T
i 1.000 - Still Running
R . o ) . y
Cutting Speed 120m/min (4,96 1min) | 140m/min (5,122min") 5 800
£ #n 170% L‘Xgp
e E 600 | Durability Over -OUT
’lfe‘z"‘—x 228mm/min (0.05mm/t)| 200mm/min (0.1mm/t) = _
£ 400 - 567
. 2
Eﬂ%{a}e\?gf S TRINT Pass 2)RINT Passes ; 200
£
2 04
DR TAE N N _ NSO
Cutting Time 2.26F) sec HE130% 3.037) sec AT-1 E{gﬁﬂgfnu
Efficiency
® SSOC EgﬂuI Machining S50C
fERTE AT-1 EfthAE= R o0 GP-OUT
Tool $7.7%X22 P1 4F Competitor 7_]%
YIRIERE % o]
. . . . 600 -]
Cutting Speed 160m/min (6,614min') | 140m/min (5,122min") P 200 | GP-OUT
3 @If‘f“p 150% pren
’Fﬁgggg 122mm/min (0.02mm/t) | 20mm/min (0.01mm/t) = 400
eed 2 300
s £ 200
Eﬂgge\r%ozf Passes TRIAT Pass 3IRPAT. Passes j; 100
€
2 0-
JNTATE Iy Iy - A
Cutting Time 4.28F) sec FHTA0% 45.4%) sec AT-1 E{?{,ﬁ,}, Etf::nu
Efficiency
@ SCM44OHgﬂ|]I Machining SCM440
fERTE AT-1 Hih A 258
Tool 07.7%22 P1 4F Competitor e LUK T SILUEEIIT
Still Ru-nn?n Still Running
o & 2,000 - 2
g{fﬂfie . 80m/min (3,307min") | 140m/min (5,122min") fﬂ 2,000
s 1,500
AR 30mm/min (0.01mm/t) | 20mm/min (0.01mm/t) % 1000
o 2 i
ﬂﬂ%t/))e\r%gf N TRINT Pass ARANT Passes g 500
£
H 0-
DNIAE] NSz
Cutting Time AT-1 H{gﬁ})ﬂ?””

171270 sec ogm 60.54F) sec
E350%
Efficiency

a




.DHI SUS304H9WZM!I%§ SUS304 durability test result

{FHETE AT-1 WX-ST-PNC .
Tool $9.7X27 P15 5F | $9.5X22.5 P1.5 DT FLER
(Holes) Number of processed thread holes
InTae
Work Material SUS304 1,000
VIETESES 100m/min 120m/min
Cutting Speed (3,283min") (4,021min") 800
HEETERE 31Tmm/min 42mm/min
Feed (0.01mm/t) (0.01Tmm/t)
PREREI RS
Internal Thread Size M12x1.5 600
RFLRST ®10.5X25mm (i&7L)
Drill Hole Size Through
400
PRSI EE
Threading ingth 22.5mm
LI AEMEIEIR 200
Coolant Water-Soluble
INTRE ZECINTHG (BT30)
Machine Vertical Machining Center 0
Sk,
’fglﬂ:nglgje\?gf Passes TRBIL Pass 3IRINL Passes AT'1 WX-ST-PNC
DOTATIE (RP)
(sec) Cutting Time
50
40
30
20 -
3R 240%
Efficiency
10
0
AT-1 WX-ST-PNC




One PaSS wﬁﬂ One Pass Thread Mill

AT-1

:un.-- ”“ﬁi _"'P EE ér : ;?#:_

N3l CARBIDE

mmm AN

EgiAs

9~11" he

¢Ds

REFRIS: M gf7:mm  Unit:mm
BmS |[BIVYNIRY| e M2 K | BEKRE EI 1wz g R | B
EDP No. Min. Cutting Bor Pitch Dc L 2 2n Ds Flutes Type Stock

8331000 0.75 13.5
M 6 4.5 75 16 6 4 1
8331001 1 14
8331002 0.5 17
8331003 M 8 1 5.7 75 18 - 6 4 2
8331004 1.25 18.75
8331005 1 22
8331006 M10 1.25 7.7 85 225 - 8 4 2
8331007 1.5 24
8331008 1 26
8331009 1.25 27.5
M12 9.7 100 - 10 5 2
8331010 1.5 27
8331011 1.75 28
8331012 0.5 29 o
8331013 0.75 11.7 - 2
120 30 12
8331014 M14 1 5
8331015 1.5 10.7 31.5 34.5 1
8331016 2 9.7 100 32 - 10 2
8331017 1 34
13.7 135 39 16 1
8331018 M16 1.5 36 5
8331019 2 11.7 120 - 12 2
8331020 M18 25 11.7 120 42.5 — 12 5 2
8331021 1. 15.7 43. - 2
M20 > > 135 3> 16 5
8331022 25 13.7 45 50 1
8331023 1.5 51
8331024 M24 2 19.7 150 52 - 20 6 2
8331025 3 54
- AT-1( M) ARSI TER. - AT-1 (M) is only for milling internal threads.
- ThreadPro FUIR1REENE LR "INIEHLES" . - Please select "Multi-feed" for the path type in ThreadPro.
. *I]_‘i;.\iﬁ,ﬂﬁ Guide for Icons
n 1‘7_”?5 Tool Materials ﬂ,?iﬁﬁﬁ}% Helix Angle E i%iﬁﬂ'ﬂﬂl]lﬂ’;t* Thread Type
o~ ARN = =
CARBIDE BHEEE N FrHIEERIRE A — PRSREIFE
Tungsten Carbide 9~11 Helix angle of flute for thread mill for Internal Thread
%ﬁmﬂi Surface Treatment n *ﬁ%ﬁ*%}g Shank .5. QM\%@S(FE
gﬁ for External Thread
B Egins iR MO srsmmmEE
Eg|As EgiAs Coating hé Tolerance for Shank Diameter

s



One PaSS wﬁﬂ One Pass Thread Mill

AT-1

AdbbdAs
IM

Type 2

¢Dc

RPN

=
CARBIDE E_ ‘}‘, R
EELT giAs  9~11 hé
m: UsUNJ B :mm  Unit:mm
BmmsS |BIVIRY GME 2K | BUEKE ETIN & L FAARKIE
EDP No. Min. Cutting Bore Dia. Dc L 2 2n Ds Flutes Type

8331026 20 15.24 17.78

Va 4.55 75 6 4 1
8331027 28 15.42 17.23
8331028 18 19.75
8331029 e 24 5.7 75 19.04 - 6 4 2
8331030 32 17.47
8331031 16 22.23 2541
8331032 3/g 24 6.7 85 22.22 24.33 8 4 1
8331033 32 20.64 22.23
8331034 The 14 77 85 27.21 _ 8 4 5
8331035 20 2540
8331036 13 29.31 33.22
8331037 2 20 8.7 100 27.94 30.48 10 5 1
8331038 28 28.12 29.93
8331039 %6 12 9.7 100 33.87 _ 10 5 )
8331040 18 32.45
8331041 11 36.94 41.56
8331042 5/8 18 10.7 120 35.28 38.10 12 5 1
8331043 24 3491 37.03
8331044 Ya 10 1.7 120 43.18 . 12 5 5
8331045 16 41.29
8331046 9 50.80 56.44

/8 13.7 135 16 5 1
8331047 14 48.98 52.61
8331048 . 8 18.7 150 57.15 63.50 20 6 1
8331049 20 53.34 55.88

- IRRIEBRIE S PS5, - See p.5 for explanation of icons.

- AT-1( U- UNJ)RREREINTER.
- ThreadPro HIER R BUB LR "MBHLE".

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

- Please select "Multi-feed" for the path type in ThreadPro.




One PaSS wﬁﬂ One Pass Thread Mill

AT-1

'pur--- iiii} E

— [}
= 3 (CARBIDE . “‘, L s SFPEEEEIP
PRI Hhigs Egils  9~11"  he P8

% L
Bogks: Re (PT) - R (PT) #fi:mm  Unit:mm

HmS 1 MR K | BEKE ETIS iz TEEL R | EfF
EDP No. o DC L ? 2n Ds Flutes Type Stock

8331075 Yie + Vs 28 5.67 60 9.1 - 6 4 4

8331076 Vs 28 7.67 60 9.1 12.7 8 4 3

8331077 Va -3/ 19 9.67 75 14.7 - 10 5 4

8331078 /g 19 11.67 85 14.7 20 12 5 3 O

8331079 V234 14 11.67 85 20 - 12 5 4

8331080 3/a 14 15.67 95 20 = 16 5 4

8331081 1~2 11 19.67 105 27.7 - 20 6 4

m: Rp (PS) G (PF) B :mm  Unit:mm

Bmms | BENIRY MR &K | BUEKE EUS 1wz rEE | RS | EE
EDP No. Range of Thread SizeDia Dc L 2 en Ds Flutes Type Stock

8331082 28 5.67 60 11.8 6 4

8331083 Vs 28 7.67 65 14.5 8 4

8331084 Va -3/ 19 9.67 80 20.1 10 5

8331085 3/g 19 11.67 100 254 - 12 5 2 @)

8331086 | V2~7/3 14 11.67 100 32.7 12 5

8331087 3a-7/8 14 15.67 115 39.9 16 5

8331088 1~2 11 19.67 130 50.8 20 6

Bfz:mm  Unit:mm

BmsS BRMIRY M2 2K | BEKE EI 1wz g RsE | B
EDP No. Range of Thre i, Dc L 2 2n Ds Flutes Type Stock
8331089 Yie* Vs 27 5.67 60 10.35 6 4
8331090 s 27 7.67 60 10.35 8 4
8331091 Va-3/s 18 9.67 75 15.52 - 10 5 4 o
8331092 38 18 11.67 85 15.52 12 5
8331093 V234 14 15.67 95 19.96 16 5
8331094 1~2 11% 18.72 105 243 28.7 20 6 3
- FRRIRBEIBE &R P.5, - See p.5 for explanation of icons.
- ThreadPro FYER{RKBUBIEIR "MIBHE" . - Please select "Multi-feed" for the path type in ThreadPro.

s



VIHISRAAEAETR coting condiions

R - (AR ER 5N

Mild Steel - Low Carbon Steel

PN

2=
Medium Carbon Steel

SRR
High Carbon Steel

]

Alloy Steel

PElEE

Hardened Steel

B

Stainless Steel

TEN

Tool Steel

i

Cast Steel

ek

Cast Iron

BREEEEE

Ductile Cast Iron

i

Copper

i

Brass

B

Brass Casting

St
Bronze

THEAS

==
Aluminum Rolled Steel

FIEES
Aluminum Alloy Casting

HIEEGS
Magnesium Alloy Casting

FaeEl

Zinc Alloy Casting

Ras

Titanium Alloy

BEAS
Ni-based Alloy

AR IR,

Thermo Setting Plastic

e BB

Thermo Plastic

~(C0.25% 80~160 0.01~0.05
C0.25%~0.45% 80~160 0.01~0.05
C0.45%~ 80~160 0.01~0.05
SCM 60~120 0.01~0.05
25~45HRC 80~200 0.01~0.05
45~55HRC — =
55~60HRC — -
SUS304 - SUS420 60~120 0.01~0.05
SKD — -
SC 60~120 0.01~0.05
FC 80~160 0.01~0.05
FCD 60~120 0.01~0.05
Cu 80~160 0.03~0.1
Bs 80~160 0.03~0.1
BsC 80~160 0.03~0.1
PB 80~160 0.03~0.1
Al 80~160 0.03~0.1
AC, ADC 100~300 0.05~0.2
MC 100~300 0.05~0.2
ZDC 100~300 0.05~0.2
Ti-6Al-4V — -
AL Inconel — —
— 80~160 0.03~0.1
— 80~160 0.03~0.1

1 RIS RER KB TEIRER
2 ERASMBEINTIR, FrefERKEEIEIRK

3 IRIBETHRINIME IR SR EMRIY , BLEIIRIRGHITEEE
4 BOIKERK, BIERANERE, BERARNIHEE, H2RHITINT

5 INTEHTRILEILTIIS , BTEHNE, EHERINI75% , EIRIHITHE

MITFR.

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

2. Water-soluble coolant is not suitable for tapping magnesium alloy.

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

4.1f the tapping length is long, or when machining a large-pitch thread, select a
smaller feed rate.

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

E&%}J Egi&éﬁi‘l’gﬁ\\:_:t Formula for calculating the feed rate of thread mill

Vem fzXzXnX(Dm
f_

+ Do) (mm/min)

" Number of Flutes

- BTIHER(mmM/Y)
5% (min™)
Speed

Dm
v TIFRBEEE (mm/min)  z 70
Dm :ygﬁﬂgggﬂﬁ?é (mm) fz
De :JEEE (mm) n
E, RBSONTRS - SMBGNTE : +

ESMET A0 TR B MRS AT, S a R ERLUN T ER ST EERENRER IR
BEERDEFORNHRSEE, MIERSIMREINTRRERHOTESXEFREN. £
T ABEHEEERUERRERABGIUTEMKENEFRIERONHEERENITE
AR

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

the tool feed rate during arc-cutting, including calculating the coefficients to be used for multiplication
with the linear-cut feed rate.

&



FEENROG /I THISH TR

3 Support Tools for Your Thread Milling Needs

[EFA3 R LAY

Y5 R R TR

48N TRt e

REJNES® p)

Reduce setup, machining time, and achieve Th read Pro
stable tool life with 3 support tools. (NCERFEDRL

Thread Milling NC Code
Generator Software

@ (£ RPRG B TR

Use RPRG to reduce the workload

1

RPRG

(NE+EAMRNSEE)

Reference value of
tool radius offset

RL%ET] 3

Thread Milling

DCT

(REEETDR+RMETR)

Diameter Correction Tool for

\/ Thread Mills

RPRGER RN GHIII TR ERNIEF MBS EE

RPRG is the reference value of tool radius offset

+0.150 f)- TJBEBER7.7IMM,

+0.118 MERPENE 0
Example
S «Internal thread size: M10
- I} E « Tolerance for pitch diam
&3 Qe
o g s
& 5 rE
2z

gz 0

Pitch Dia.

r———-

=3 LI
1. RPRGEANSEHE, EXFNIA, REMIRESEFREL, BERR
NI EEMEE.,

2. RPRGERIZEELUBEAFNZS ISO5SH( [BIISTR) , E51H—1B5IANSI :
3BAIRSUHEE BN T, FrEENREE. EMITHEEIRS(R Ro) T, RPRGIE
BNEE , LMEREEINCIEFRIZIIFRT, ATt A 3 RPRG E A,

3. RPRG{EANZ BRI R LRIIE AN TASMES R AE SR TIHEN,
LB TR RS AT RIMRRR IR, FiR AR AME B R/ NT 280
HIRPRG &,

8

12851, S/MITRYM1Q BRE :8331005)

- RIRRT :M10X1

~ +0.11§ ISO-5H)0 ~ +0.15q ISO-6H)

« Tool diameter: ¢7.7; Pitch: 1; Minimum cutting bore diameter: M10 (EDP No.:8331005)

X1
eter: 0 to +0.118 (ISO-5H), 0 to +0.150 (ISO-6H)

B RPRG ENNT/GHIRIRL IR 4IN\{E3.806 Entered value of RPRG: 3.806

RPRG=3.806

WANDEFZEENTERERHTE HAES.85  Entered value of Radius: 3.85

Notes

1. RPRG are reference values. Optimal values for actual cutting depend on
the machining environment. Determine optimal values after trial cutting.

2. RPRG values are optimally established to achieve ISO:5H (formerly
Grade 1) internal thread limits for metric threads and ANSI:3B internal
thread limits for unified threads. RPRG values established for taper
pipes (R/Rc) are effective when using the thread milling NC code
generator software ThreadPro available on our website.

3. For diameters of thread mills, RPRG values are calculated based on the
minimum cutting bore diameter (the minimum cutting internal thread
size of the tool diameter). To cut other diameters, it is necessary to use a
smaller value than RPRG.



O VLRI NC mEBER4Y ThreadPro

Revamped Thread Milling NC Code Generator Software "ThreadPro"

{5 P NCSREZ5ET) 9wz (4 ( ThreadPro ) |, {HfaI#(E
HHPRR R ZNRHIER. BMEREFRIINTHATLL
B AR RHIRE T

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

€© =R DCT, JE¥RMETERR, FHERE

Achieve Stable Tool Life with the DCT for Accurate Diameter Measurement

NP IR T A EAME T REE SRR PRSI
CEBAIPZIN E AT LA ERRIEELL.

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

100%

N
G
=3

(OSGH#:F=F(E)

w

2

=
SR |

Internal
Thread
Q
o

0%

DT R X A RN ?

Troubled by the following problems?

FERIMZERERE. 3

AN TOREUEM | A EF=HE
A

FEHREF ERAIPERBUERTLANE | B
LAVERE I BIRETET LAK IR > B 1)
4558, FH  DCTHUNESEEEEHRE
TiRE | ATLMBRSUEHIARE N AT ET
Bz

Unsure of diameter correction value. Increase

passes which results in longer setup time.

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

HEIMEIR | RIRSUINTRS
BRR (EXEMEMAL )

EMREFL BRI EREERT AN E |
AILUERATHEH THERME . LUERR
PR R

An incorrect diameter correction that result
in a defective internal thread (gauge-out).

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

v

TIEFGRIRE

FEHESF L ORI REERT L, 7D
HEfE , ILUMREERORNTIE
HIPIENRE SRI— T BEENHE
I ELAL S ERIASASEN
Unstable tool life

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

EEEMET R DCT mATLARER

Solve them with the Diameter Correction Tool (DCT)

*/]_T;EEIH Standard stock item 'IJEQEFE: Special order item

EEMNETEER
=R

Simple measurement of
pitch diameter by visual
judgment

EREFE
BEENS
HEBEUEE_
Low-cost type

Measurement and
calculation system

20

10

AL e

.

EttpEa
HRER

High-performance type
Digital display system

HEBTRESREE
\
FEEAETLE
NBRUEHE
Eliminate measurement
and calculation with the
combination of a digital
display.
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E&%EE Egﬁc}-\l_\-_l Advantages of using thread mills

O ITARIHES , i/ EIRERAR

Smooth handling of chips to reduce problems

LTI BAR R BIMEAET  sasc T

HES , B RIAIRREINT = ,}
Thread mills break chips into small pieces and eject them : _~" fs ‘_l'
smoothly, ensuring stable, problem-free thread cutting. ~ § If
pintc | K £ -off
A= o (.f-*”
s e J*(J = JF"JJ
P y = .f'f r\fﬂn 'Hfrﬁ.r.
1 P e
SR N PO
T 01 23 4 5(m
1mm S T
YRGS YRR LSRRI
Chips from thread mill Chip from a spiral fluted tap
> /)
O INIRWIGE BRI T KERIEN
Cuts large-diameter threads with a low-power machine
SeEMTAaL, MTHEERN, B > 2 s s 0 n ™
FEFSRENMFRSHER MRS BT | . —
.1
HEEIN T KERAELL, Thread mill
The required torque is low compared with tapping, so 12X34.5 P1.5
thread mills can cut large-diameter threads with a low- ey 500 60
power machine if the workpiece holding strength and spi,ﬁ%%%}fj;%tﬁe%ﬁose
mechanical rigidity are sufficiently high. M16X1.5

O 1B ERMEEIN TR EEAVIRL

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

M10x1.5, M12x1.5, M16x1.5%EREMEIERMIRLATLAERE—IEJJE#ETINT.

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



I\Zﬁﬂgbu: :%iﬁéﬂg&%;ﬂﬂ ! Thread mills are ideal for the following

Q HEENRGAY SRR INT

High-precision taper pipe threading (no stop marks)

WREGETIINTTTIR TR, FrLARTLA
INTEEEREM = AR

Airtight threads by having no stop marks.

B)R

Stop Marks

O AR RN ARANMRLINT

Thread cutting in drill holes with little allowance

WRE Rk WRE ke = o
Carbide Drill Carbide Flat Drill Carbide Flat Drill
AD-2D @5 ADF-2D @5 ADF-2D @5
+ + +
PENEIE LT WRLErE LT PEERT]
Spiral Fluted Tap Spiral Fluted Tap Thread Mill
A-SFT M6X1 (2.5P) A-SFT M6X1 (1P) AT-1 4.5X14 P1

S¥Lthigi, MITREEX! !

Flat drill tool combination allows even greater depth!!

-1;2'22_({'\27:31 Product Pickup

N H,"\ "\-.
._\
\\'\- 3‘“\-
anggTA B Z ARA SR
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E&%ﬁﬂ}]u:: Q&A FAQ about Thread Milling
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Why internal thread cutting tools cannot be used to cut external threads?
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Metric and unified threads have different thread H Thread

profiles between internal and external threads. For b;igt:;r?;\e

these threads, internal thread cutting tools cannot o 1

be used to cut external threads because in their H

basic thread profiles, the crest and root shapes are a

not uniform. However, for pipe threads, which have

uniform crests and roots, thread cutting tools can

be shared for internal and external thread cutting. AMELIT PRSI BIFFEY, Compare the shapes of internal and external threads.
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What does the number "75" under "Fit %" mean, which is displayed on the data entry screen of ThreadPro?
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Narrowly acceptable on the larger side
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It means to aim at the acceptable range 3 ‘ AR/ Y pight Hand / Left Hand

of threads. Default values are 75% S R T S 50% - +-

(larger side) for internal threads and |

25% (smaller side) for external threads 3 W Clace ER{E% Fie%

in light of their engagement. You can ! _ u
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Narrowly acceptable on the smaller side
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Is ThreadPro compatible with NC programs developed for custom-made thread mills?
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Yes, please consult our sales representatives.
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When using external coolant, ensure that the cutting fluid is properly positioned so that it is supplied into the hole.
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If you are using a machining center with a through-spindle coolant system, the use of coolant through collet is recommended.
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