IR EETIRS

Thread Mill

1BhIMmgskIIR
' F2M=TADCT75
ThreadPro B\
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Tool Selection Guide by Work Materials References
TRikEEm (TJRHRE) P25 HEITH

Guide for Selecting HYPRO-P Support Tool

TEIEEE (JIEZHREY) P27

Tool Selection Guide by Screw Size

NI HIE P55

Cutting Data

AT-1
One Revolutionf&42457]
One Pass Thread Mill

AT

Solid Type

WH-VM-PNC

MRIBEET]

for Small Diameter

WX-ST-PNC

NIRRT

for Steels

WXO-ST-PNC

P LN FRIR R T]
for Steels with
Internal Coolant Supply

—
o

st
i

‘‘‘‘‘
,,,,,

WX-PNC OT-SFT-PNGT OT-PNGT

JESATiITIVE & IR T] R G S EAERNET] BRAEIEAENRRT]
for Nonferrous Metal and for General Purpose, for General Purpose, Solid Carbide Type
Heat-Resistant Alloy Solid Carbide

Spiral-Fluted Type

PNGT

EIENIREHET]

for HSS

DR-PNAC

S5 T ABRIERNEET]
Super-Planet Cutter for
Multifunction Milling

DR-O-PNAC
T e

Multifunction Milling with
Internal Coolant Supply



HY-PRO P

HY-PRO P Z7F&
HY-PRO P Multi-Point

TMC7I1#
187] - tREER

1 insert+standard type
TMC Holder

TM2CTIH&

27] - mRERE

2 inserts*high efficiency type
TM2C Holder

J) 3z iRas

Indexable Thread Mill

TMLC7I#%
7] - KRR
1insert+long type
TMLC Holder

TMNC7I#%
A7) - SEEMRA

1insert+for taper pipe threads
TMNC Holder

DCT75

BRI R EMET R

Diameter Correction Tool

HWETH

Supporting Tools

HY-PRO P

HY-PRO P &
HY-PRO P Multi-Point

JIEEITMSH

Bore Type TMSH

HY-PRO P

HY-PRO P B5F &S
HY-PRO P Single Point

ERELTIE

Straight Shank

HY-PRO P

HY-PRO P BoF&S
HY-PRO P Single Point

IR

Bore Type

DCT

BB AFEIMETR

Diameter Correction Tool

P.85




ﬁﬂbﬂg&%ﬂ DHIE’}] 3*¢IE 3 Support Tools for Your Thread Milling Needs

BRAEE IR NC iZFriRiE
tM=THR R

ThreadPro

er Correction Tool for h dMll ng NC Co d
Thread Mills or Softwar

P71))

TE¥ZRMEE
(&%(EB)
e

Reference value of tool radius offset

| P73))

{(EFI3FM A RCH

RV AT R), ZaibnLAaEl,
%ﬁﬂ Eﬁ ap

Reduce setup, machining time, e stable tool life with 3 support tools.

8



;ﬁbn I *Z *SI' IZ 53\ E’\J I E\-&i‘ﬁ 4% Tool Selection Guide by Work Materials

[=]
AR
Product

U
Page

~ C0.25%

B
RO = W

Medium Carbon Steel

& 22
High Carbon Steel

3 2]

Alloy Steel

C0.25%~
0.45%

C0.45% ~
SCM
25 ~ 45HRC
5 G -
Hardened Steel 2 SR

50 ~ 60HRC

Y

37 SUS304

Stainless Steel SUS420

= 2

Tool Steel

\
l

SKD

5t

2] e

Cast Steel

S

% FC

CastIron

£ % %

Ductile Cast Iron

BRI
=

oH
=0

Copper

|eLIYRI SIOM

b

1
Brass

s W@ F

Brass Casting

b

il

13
Bronze
T KB E &
Aluminum Rolled Steel

A& % #

Aluminum Alloy Casting

B e e B B

Magnesium Alloy Casting

A & % M8

Zinc Alloy Casting

78 = £

Titanium Alloy

" HE 8 =

Nickel Alloy
OB

Thermo Setting Plastic

#o Bg B

Thermo Plastic

ZDC

Ti-6Al-4V

Inconel

Ot Best OAJE Good
BRE  solidType JJ 5 A HRBY. indexable Thread Mil
Reone. | v mE | e | T2 ] Eea]
L. e g
AT-1 WH-VM-PNC | WX-ST-PNC | WXO-ST-PNC WX-PNC HY-PRO P HY-PRO P
P5 P9 P11 P.14 P.15 P35 P48
@) O] O O O O O O
O o0 O @) O O
@) O] O O O @) @)
@) O O @) ©) @
O @) O O O
@)
o
©) o | O O O O O
O
@) ORNO) O O O O O
@) ONNG O O O @) O
©) ORN©) O O O O O
O O O O
O O O O
O o | O O O O
O O O O O
O o | O O O O
O o | O @ O O
@) o | O O O O
O o | O O O O
O] 0O O
O O
O OO O O O O O
O ORN©) O O O O O

XATREE BRI T FNER. BEETEEE, iFRE%. Machining program may need adjustment of cutting speed and depth.

&




One Revolution $82¢s% ]

One Pass Thread Mill

BrLEDEILT], EERBRI2RYIFIINTZERL 1R IRTEE,
4aFE N0 T AR

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

AT-1 (K #2E) LMEF=f (Gi25E)
Left Hand Helix Conventional Thread Mill (Right Hand Helix)

EIHREIAIE R I I " |
AEHE N PO

EEiR B LN kA
[PAT. in Japan] i Al
Unequal spacing / = |
variable lead flute ‘ = -
Reduces vibration = i:' ]
) o o —
AT e R SETtRER— R IR &5 TT SFIRTIR—BIIHEITI & A
[PAT. in Japan] $4NT, SCHLLLTIEMEIT T, LIS THE
Right-hand cutand Starts cutting from the shank side Starts cutting from the tip

N : — Reduced deflection — Big deflection
L?(ef\ferbt?rl:edm?iﬁélx geometry (}E%J”ﬁ%ﬁ) Climb milling recommended

’_n%_nnn E Hg W Hg& ﬂ ﬂI .I High-Grade Internal Threading

Ry #19.7X54 P3 6F
IR ES
eVork)t\llitrial sus304
AR i in
.. Cutiing Speed 40m/min (646min™")
Eg iAs iﬁ% gﬁﬁg 14mm/min (0.02mm/t)
EgiAs Coating
Exceptional wear AT-1 1 LAE 2% InT <
resistance and toughness g p§MI) {fnvezﬁﬂ Tlgreaéjnxzjlu pass) ﬁﬁ%ﬁ;&j—sim M24x3
E{fﬁ%ﬁ% th 45mm
AL s:7 KBTI R
BmMEESHT Coolant Water-Soluble
B FERSS AL ENLAT S (BT4O)
UItra—Fine Grain Carbide Machine Horizontal Machining Center
High wear resistance and toughness
. */]?'LR'IHEE Guide for Icons
1‘7_]'& Tool Materials ﬂ?jﬁ%]ﬁ Helix Angle m%ll Shank
CRBiDE ERAE HSS-Co BTN NN Rl I s=ryRREEE
Tungsten Carbide Cobalt HSS 9~13"  Helix angle of flute for thread mill hé Tolerance for shank Diameter
n %ESL"EE Surface Treatment
Smooth &2 S . . X iRE
I . B \WXS SRR B WXGRE (TIAIN RRE) - o
SS (BFBRR) WXS  wx Supler Coating WX WX (T;AIN) Coating ' FX (TIAIN REEZEIRE)
Smooth Coating FX (composite multi-layered TIAIN) Coating
TiN (82 B TICNRE B Egins R
TiN  TiNCoating TiCN  TicN Coating EgiAs  EgiAs Coating



One ReVO|Uti0n E&%ﬂ One Pass Thread Mill

AT-1

%: g
Type1 . 3 Type 2 E‘.
prevvYvYY _ /\% § ?g%
—— gy =r-——— {—T
APMX
LU APMX
LF LF
N AN W | SeED
CARBIDE Egils 9~13°  he ;ESE:
gf7:mm Unit:mm
HmS B/ MNTE IME 2K T EN £ e AR E=F
EDP No. Min. Cutting Bore Dia. DC LF APMX LU DCON Flutes Type Stock
8331000 0.75 13.5
8331001 M 6 1 4.5 75 14 16 6 4 1
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 22.5 - 8 4 2
8331007 1.5 24
8331008 1 26
8331009 1.25 27.5
8331010 M12 15 9.7 100 27 10 5 2
8331011 1.75 28
8331012 0.5 29 o
8331013 0.75 1.7 - 2
8331014 M14 1 120 30 12 5
8331015 1.5 10.7 31.5 34.5 1
8331016 2 9.7 100 32 - 10 2
8331017 1 34
8331018 M16 1.5 13.7 135 36 39 16 5 !
8331019 2 11.7 120 - 12 2
8331020 M18 25 1.7 120 42.5 - 12 5 2
8331021 1.5 15.7 435 - 2
M20 135 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
O =FrfEEEER O =Standard stock item
- AT-1 (M) ARSI TER. - AT-1 (M) is only for milling internal threads.
- ThreadPro RUERRSEBUELEIR "IMERiHA" - Please select"Multi-feed" for the path type in ThreadPro.
é}%ﬁﬁ% Page References
speep A HIRIFEAERATE Holder Bai s 2l R 25T R ATE TS
FEED ﬁﬁ 0 er e e Indicates page no. for attachable
P00 Indicates page no. for YAl holders. pageno. pilEs inserts.

recommended conditions.

B mT@sis meadmpe

3 (] | ]
= MIZLH [ MR
=
Ty for Internal Thread S for External Thread

EgiAs, Smoothi&EE OSG A E)iEfMaEtr. Planet Cutter, EgiAs and Smooth Coating are registered trademarks of OSG Corporation.

posid o



One REVOlUtion E&%ﬂ One Pass Thread Mill

AT-1

Type1 z Type 2 g
38 8
——— 2 " — ) i —1T — ]
APMX
Ly APMX
LF LF |
T~
CORBIDE o oy i
P Egils 9~13°  h6  ps
E&fﬁp%: U UNJ gf7:mm Unit:mm
WS ML % GME 2K VLSS M Z TEE AR =
EDP No. Min. Cutting Bore Dia. DC LF APMX LU DCON Flutes Type Stock
8331026 20 15.24 17.78
Va 4.55 75 6 4 1
8331027 28 15.42 17.23
8331028 18 19.75
8331029 A6 24 5.7 75 19.04 - 6 4 2
8331030 32 17.47
8331031 16 22.23 25.41
8331032 3/g 24 6.7 85 22.22 24.33 8 4 1
8331033 32 20.64 22.23
8331034 14 27.21
A6 7.7 85 - 8 4 2
8331035 20 25.40
8331036 13 29.31 33.22
8331037 1L 20 8.7 100 27.94 30.48 10 5 1 o
8331038 28 28.12 29.93
8331039 % 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 34.91 37.03
8331044 10 43.18
3/a 11.7 120 = 12 5 2
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 57.15 63.50
1 18.7 150 20 6 1
8331049 20 53.34 55.88

+ AT-1 (U- UNJ) APSESINTE M.
- tRRIBBIESFP.5~6,
- ThreadPro FYESRSEENEIEIR INIEHLE"

O =tRERETER O =Standard stock item

-+ AT-1 (U- UNJ) is only for milling internal threads.
- See p.5 ~6 for explanation of icons.
- Please select"Multi-feed" for the path type in ThreadPro.



One ReVO|Uti0n *g&%ﬂ One Pass Thread Mill

AT-1

bbb b
IM

DC

APMX

LF

ouee " AN €T 98 )
BAf7:mm  Unit:mm
FIRS /XS 2K VIS N e 3t 2=
EDP No. DC LF APMX LU DCON Flutes Type Stock
8331075 Vi + Vs 28 5.67 60 9.1 6 4
8331076 Vs 28 7.67 60 9.1 8 4
8331077 Va+3s 19 9.67 75 14.7 10 5
8331078 s 19 11.67 85 14.7 - 12 5 4 O
8331079 Y23/ 14 11.67 85 20 12 5
8331080 3/a 14 15.67 95 20 16 5
8331081 1~2 11 19.67 105 27.7 20 6
O=IRAERERER O =Standard stock item
- TRIRIEBEIS & 5P.5~6, - See p.5 ~6 for explanation of icons.
- ThreadPro FYER{REBUBIEIR "INEBEHEA", - Please select"Multi-feed" for the path type in ThreadPro.
Bk Rp (PS) « G (PF) #{z:mm_Unit:mm
Bms  |ERINIRY| ZH oM 2K VLS 1 S &5 MR | EF
EDP No. Range of Tread SizeDia. DC LF APMX LU DCON Flutes Type Stock
8331082 28 5.67 60 11.8 6 4
8331083 Vs 28 7.67 65 14.5 8 4
8331084 Va3 19 9.67 80 20.1 10 5
8331085 s 19 11.67 100 254 - 12 5 2 O
8331086 V2 ~7/ 14 11.67 100 32.7 12 5
8331087 3/a7/s 14 15.67 115 39.9 16 5
8331088 1~2 11 19.67 130 50.8 20 6
O=#RAEETFR O =Standard stock item
- FRIRR BB & P.5~6, - See p.5 ~6 for explanation of icons.
- ThreadPro HUER IR K BNE R "MEHLS" - Please select"Multi-feed" for the path type in ThreadPro.
Bk NPT Bfz:mm Unit:mm
AmsS  |[ERINIRY sz 2K VAL < e i3 MR | EF
EDP No. Range of Thread SizeDia DC LF APMX LU DCON Flutes Type Stock
8331089 | Ve Vs 27 5.67 60 10.35 6 4
8331090 Vs 27 7.67 60 10.35 8 4
8331091 Va -3/ 18 9.67 75 15.52 - 10 5 4
8331092 s 18 11.67 85 15.52 12 5 ©
8331093 Y234 14 15.67 95 19.96 16 5
8331094 1~2 11% 18.72 105 24.3 28.7 20 6 3

- FRIRIEBEIE S 5P.5~6,

- ThreadPro RIBRREBUE IR "MEBHLA"

&

O =¥rfEETFER O =Standard stock item
- See p.5 ~6 for explanation of icons.
- Please select"Multi-feed" for the path type in ThreadPro.

i
1S
il

n
e
=

<

°
o




/.J \?éﬂg&%ﬂ for Small Diameter

WH-VM-PNC

S1~1.4
M1~1.8 "_i ﬁ )

€ g )

DCON

LU

LF

§
CARBIDE — — “.‘ s SFEEE%)
ER S or wxs 1 h6  pst
DCs13 1550C
RS S g :mm  Unit:mm
s BMITE M= K VAL TGS TS TEE EEF
EDP No. Min. Cutting Bore Dia. DC LF APMX Thread Per Cutting Part LU DCON Flutes Stock
3900495 S1 0.25 0.72 40 0.25 1 2.75 3 3
3900496 S1.2 0.25 0.91 40 0.25 1 3.25 3 3 O
3900497 S1.4 0.3 1.05 40 0.3 1 3.8 3 3
O =#tmfEEETRE R O =Standard stock item
Mﬂ%‘é M B :mm  Unit:mm
EmS BMITAR M= SN TR |WESERNFE| MK S & EefF
EDP No. Min. Cutting Bore Dia. DC LF APMX Thread Per Cutting Part LU DCON Flutes Stock
3900495 M1 0.25 0.72 40 0.25 1 2.75 3 3
3900496 M1.2 0.25 0.91 40 0.25 1 3.25 3 3
3900497 M1.4 0.3 1.05 40 0.3 1 3.8 3 3
3900498 M1.6 0.35 1.2 40 0.35 1 4.35 3 3
3900499 M1.7 0.35 1.3 40 0.35 1 4.85 3 3
3900500 M2 0.4 1.5 40 1.2 3 4.4 6 3 ©
3900501 M2.5 0.45 1.9 40 1.4 3 5.6 6 3
3900502 M3 0.5 24 40 1.5 3 6.5 6 3
3900503 M4 0.7 3.1 40 2.1 3 8.7 6 3
3900504 M5 0.8 4 40 24 3 10.8 6 3
O =#tRHEERR O =Standard stock item
w%: U b UN!J B :mm Unit:mm
Hms BMITR # M= £K T |[IESERAF S| 3K R TEE EEF
EDP No. Min. Cutting Bore Dia. DC LF APMX Thread Per Cutting Part LU DCON Flutes Stock
3900513 No.8 32 3.2 40 24 3 9.1 6 3 O

- IR BAIESRP.5~6.
+ WH-VM-PNC (S, M, U- UNJ) ARSI TER.

O =#ERETER, O =Standard stock item

- See p.5 ~6 for explanation of icons.
- WH-VM-PNC (S, M, U-UNJ) is only for milling internal threads.
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W 9T BT th{sE R/ VR FRIRE T

In order to take full advantage of the small diameter thread mill
$1~1.4, M1~1.8

INTII5E@ueBmI) IIFEE
Machining method @ (Recommended processes) Machining method ®

HUNRYNBEEIRCORT, BERLINTIITEA.

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

E

ORLEIFEMNT1T Qe XA Z45r O TIEKRE/E OEXEMBMNT O REZEnm @I AORE
NF. RN TPHIREEN  IIT5ER. NN, RN TPRIREEN  IIT5ERK.

EL. Al
(®Machine one pitch (@ Repeat arc cutting ®To finish, machine (®Machine one pitch (@Repeat arc cutting ®To finish, machine
the entrance of the movement only 1P in the hole entry. the bottom of the hole.  movement only 1P in the hole entry.
hole. the Z axial direction for the Z axial direction for

each rotation. each rotation.

M2~5, No.8
ML (—AnTHED NISZ(WREE/ SEEME)

Machining method (General materials) Machining method (Heat resistant alloys/High hardness materials)

‘3P‘3P‘

e B

OEBIMERRIN @3Fp+Z5E%s), OMIFLAFE, i OIRIEERINT 3 @hgeRmZitnm  @INIFASE,
I35, ARBI MI3NGT, AER I N F. RN PHREEEN  INT5ERk.
BB Z=r A, EIEARFO. (BEE =18
#HR)
(MMachine three (@Machine three pitches ®To finish, machine ®Machine three (@ Repeat arc cutting ®To finish, machine
pitches at the bottom while moving in the Z the hole entry. pitches at the bottom movement only 1P inthe  the hole entry.
of the hole and move direction, then return to of the hole. Z axial direction for each
the tool to the center of  the center of the pilot hole. rotation.
the hole. (repeat this a few times)



PFRIRELEET] orsices

WX-ST-PNC

DCON

Ly APMX
LF L

EE AN (T | SPED
o FEED
CARBIDE " g | [

B{7:mm  Unit:mm

Hms BMITRE MR 2N UIIN TN 1wz &2 R | R
EDP No. Min. Cutting Bore Dia, DC LF APMX LU DCON Flutes Type Stock
8305732 M12 1.25 9.5 85 26.3 28 10 5 1
8305736 0.5 28.5
M14 10 85 - 10 5 2
8305741 0.75 29.3 o
8305765 M18 25 14 105 40 45 16 5 1
8305775 M20 25 16 105 425 - 16 5 2
8305784 M24 2 20 120 50 - 20 6 2
O =R O =Standard stock item
- tRIRBEIE S (®P.5~6, - See p.5 ~6 for explanation of icons.
- WX-ST-PNC (M) ARBEINTEMRA. - WX-ST-PNC (M) is only for milling internal threads.
- ThreadPro BIBRIREBNEIEIR "INIRIHLES", - Please select"Multi-feed" for the path type in ThreadPro.
- W REFEIEEFE, BAT-1 (P6) &R, - The products have been stopped producing and replaced by AT-1(p.6).



%ﬂﬁﬁ%&%ﬁﬂ for Steels

WX-ST-PNC

=g
Type1 g Type 2 K<
6k B
—— & =}
APMIX
LU APMX
LF | LF
N
—_
o rralieal
PRI w o n he | ps1
?&ZIFF% :U-UNJ BAQZ:mm  Unit:mm
Bms BIMNTE T IMR 2K VBN M Wz & AR ==
EDP No. Min. Cutting Bore Dia TPI DC LF APMX Ly DCON Flutes Type Stock
8305800 20 10.2 11.4
Va 4.55 60 6 4 1
8305801 28 10 10.9
8305805 18
6 6.2 65 12.7 14.1 8 4 1
8305806 24
8305810 16 14.3
3/s 7.6 65 - 8 4 2
8305811 24 14.8
8305815 14 18.1 19.9
The 8.8 75 10 4 1
8305816 20 17.8 19.1
8305820 13 19.5 215 O
1A 9.4 75 10 5 1
8305821 20 19.1 20.4
8305825 12 10.9 233 254
%6 85 12 5 1
8305830 18 114 22.6 24
8305832 /s 11 10.9 85 254 27.7 12 5 1
8305835 3/a 10 15.7 95 30.5 = 16 5 2
8305838 9 36.7
/s 18.9 110 339 20 6 1
8305840 12 36
8305842 1 8 18.9 110 38.1 413 20 6 1
O =FrAEFETZR O =Standard stock item
- IRRGBRIE & P.5~6, - See p.5 ~6 for explanation of icons.
+ WX-ST-PNC (U UNJ)) IS N TER. + WX-ST-PNC (U- UNJ) is only for milling internal threads.
- ThreadPro BIBE1R K BNEEIR "IMIEIHLS" . - Please select"Multi-feed" for the path type in ThreadPro.
- WFEREELEErE, HAT-1 (P7) &K, - The products have been stopped producing and

replaced by AT-1(p.7).



FFRREIERT] orsrees

WX-ST-PNC

LF

EEE AN T S
CARBIDE WX " h6 :’ESE'II)
w%: R (PT) ° RC (pT) Bfi:mm Unit:mm
BEs |1 T MR 2K UAES EN 1wz & R | R
EDP No. of DC LF APMX LU DCON Flutes Type Stock
8305912 3/8 19 11 85 14.7 20 12 5 3 O
O =#trAERETFEE, O =Standard stock item
- IR BEIE SR P.5~6, - See p.5 ~6 for explanation of icons.
- ThreadPro HIBRREENEIRIR INEEHE" . - Please select"Multi-feed" for the path type in ThreadPro.
- WEREELEAEFE, BHAT-1 (P8) &K, - The products have been stopped producing and replaced by AT-1(p.8).
Mﬂ@é: Rp (pS) G (pF) B :mm  Unit:mm
Ams  |[EEINIRY 4 MR 2K UEIN TN Wz L5231 R | R
EDP No. Range o Dia DC LF APMX LU DCON Flutes Type Stock
8305949 Vie- Vs 28 5.9 60 11.8 - 6 4 2
8305951 Vs 28 7.5 65 14.5 154 8 4 1
8305961 Va3 19 10 75 20.1 - 10 5 2
8305962 /s 19 11 85 254 26.7 12 5 1 O
8305964 | V2 ~7/ 14 12 95 32.7 - 12 5 2
8305965 3/a-7/s8 14 16 110 39.9 - 16 5 2
8305968 1~2 11 20 125 50.8 - 20 6 2
O =F¥rEEFETZR O =Standard stock item
- FRIRIR BB & @ P.5~6, - See p.5 ~6 for explanation of icons.
- ThreadPro FEEREBNEIXIR "MEHLS" ., - Please select"Multi-feed" for the path type in ThreadPro.
- FEREELEEFE, BAT-1 (P.8)ER. - The products have been stopped producing and replaced by AT-1(p.8).
Eﬂﬂ’?@: NPT Bfi:mm Unit:mm
BmS  |[EENIRY MR 2K VSIS N 1wz &2 R | R
EDP No. Range of T 2. DC LF APMX LU DCON Flutes Type Stock
8305859 Yie - Vs 27 5.9 60 10.3 - 6 4 4
8305861 Va-3/8 18 10 75 15.5 - 10 5 4 o
8305865 23/ 14 16 85 20 - 16 5 4
8305868 1~2 11% 20 95 24.3 = 20 6 4

- WRIRIRBEIES5P.5~6,
- ThreadPro RUERREBENEIRZ "EHEA" .
- WFEREELEEF", HAT-1 (P.8) &K,

O =trERETREE, O =Standard stock item

- See p.5 ~6 for explanation of icons.
- Please select"Multi-feed" for the path type in ThreadPro.
- The products have been stopped producing and replaced by AT-1(p.8).

s



m ;@E}L%ﬁﬁﬁﬁgﬁﬂ for Steels with Internal Coolant Supply

WXO-ST-PNC

S
S
7

n
e
=
<
°
o

DCON

APMX

LF

LF

T3
=3
T—3
— B ANN (T | SPED
o CARBIDE 5 FEED
[CED we  n hé6 P51

B :mm  Unit:mm

Bms MR 2K UL i< R & AR EF
EDP No. e Dia DC LF APMX LU DCON Flutes Type Stock
8304700 0.75 12.8
M 6 45 60 15 6 4 1
8304701 1 13
8304710 0.5 16.5
8304711 M 8 1 6 65 17 = 6 4 2
8304712 1.25 17.5
8304721 1 21
M10 7.5 70 26 8 4 1
8304723 1.5 225
8304732 1.25 26.3
8304733 M12 1.5 9.5 85 255 28 10 5 1
8304734 1.75 26.3
8304740 0.5 28.5
8304741 0.75 29.3 O
8304742 M14 1 10 85 29 - 10 5 2
8304743 1.5 30
8304744 2 30
8304752 1 33
8304753 M16 1.5 12 95 345 = 12 5 2
8304754 2 34
8304773 1.5 42
M20 16 105 - 16 5 2
8304775 25 42.5
8304783 1.5 49.5
8304784 M24 2 20 120 50 = 20 6 2
8304786 3 51
O =FrEFETZR O =Standard stock item
- tRRGEBBIE & 5P.5~6, - See p.5 ~6 for explanation of icons.
- WXO-ST-PNC (M)A INTER. - WXO-ST-PNC (M) is only for milling internal threads.
- ThreadPro RYERRSEENEEIR "MIEHLE" . - Please select"Multi-feed" for the path type in ThreadPro.



HE% ° mm | 3 FHE&%)J for Nonferrous Metal and Heat-Resistant Alloy

WX-PNC

Type1

4 Z
_F8 :
s B T —F 3 dF—F——
APMX
LU APMIX
LF | LF |
N
g BN AN T ShED
V;!L-?i\if( CARBIDE WX 30° hé IF’ESHZ)
w%: M B :mm Unit:mm
Bms BMNTE L) MR 2K UAES TN 1wz &% R | R
EDP No. Min. Cutting Bore Dia, TP DC LF APMX LU DCON Flutes Type Stock
3900000 0.75 12.8
M 6 4.5 60 15 6 3 1
3900001 1 13
3900009 0.5 16.5
3900011 M 8 1 6 65 17 = 6 3 2
3900012 1.25 17.5
3900021 M10 ! 7.5 70 21 26 8 3 1
3900023 1.5 22.5
3900032 1.25 26.3
3900033 M12 1.5 9.5 85 25.5 28 10 4 1
3900034 1.75 26.3
3900036 0.5 28.5
3900041 0.75 29.3 o
3900042 M14 1 10 85 29 - 10 4 2
3900043 1.5 30
3900044 2 30
3900052 1 33
3900053 M16 1.5 12 95 34.5 = 12 4 2
3900054 2 34
3900065 M18 25 14 105 40 45 16 4 1
3900073 | w20 L 16 105 42 - 16 4 2
3900075 25 425
3900083 1.5 495
3900084 M27 2 20 120 50 - 20 5 2
3900086 3 51
O =#rAERETER O =Standard stock item
- FRIRIBEIE S 5P.5~6, - See p.5 ~6 for explanation of icons.
- WX-PNC (M)APERSINTEA. - WX-PNC (M) is only for milling internal threads.
- ThreadPro FYESRKENFIEIRE "MEEHE" . - Please select"Multi-feed" for the path type in ThreadPro.



ﬂEsi * ﬂﬁj‘mﬁﬁmﬁ&%ﬂ for Nonferrous Metal and Heat-Resistant Alloy

WX-PNC

Type1 Type 2

]
f,f@
1

DCON
DCON

e
e Al g) = —F—F F—F—

APMX
APMX

LU

LF LF

N
=
P el
PRI wx 30 he  ps2
?&ZIFF% : U' UN‘J BEfz:mm Unit:mm
Bms BIMNTE 3 MR 2K VBN TN Wz & AR ==
EDP No. Min. Cutting ia > DC LF APMX LU DCON Flutes Type Stock
3900350 20 10.2 11.4
Va 4.55 60 6 3 1
3900351 28 10 10.9
3900355 18
e 6.2 65 12.7 14.1 8 3 1
3900356 24
3900360 16 14.3
3/8 7.6 65 - 8 3 2
3900361 24 14.8
3900365 14 18.1 19.9
A6 8.8 75 10 3 1
3900366 20 17.8 19.1
3900370 13 19.5 21.5 O
12 9.4 75 10 4 1
3900371 20 19.1 20.4
3900375 12 10.9 233 254
%6 85 12 4 1
3900380 18 1.4 22.6 24
3900382 5/s 11 10.9 85 254 27.7 12 4 1
3900385 3/a 10 15.7 95 30.5 - 16 4 2
3900388 9 36.7
/s 18.9 110 33.9 20 4 1
3900390 12 36
3900392 1 8 18.9 110 38.1 41.3 20 4 1
O =FrAEFETER O =Standard stock item
- RIS EP.5~6, - See p.5 ~6 for explanation of icons.
- WX-PNC (U- UNJYARELINTERA, - WX-PNC (U-UNJ) is only for milling internal threads.
- ThreadPro RYBE R K BUEIRIR "MMIEIHLS" - Please select"Multi-feed" for the path type in ThreadPro.



HE% ° mm | | ﬁm%&%ﬂ for Nonferrous Metal and Heat-Resistant Alloy

WX-PNC

APMX

i 3 _— S

EEE ANN KO SFEEEEI? APMX )
CARBIDE WX 30° h6 P52 —TUJ
LF
Bf7:mm Unit:mm
Hms T MR 2K UIIN EN 1wz & R | EF
EDP No. u Dia TPI DC LF APMX LU DCON Flutes Type Stock
3900199 Yie - Vs 28 5.9 60 9.1 - 6 3 4
3900201 s 28 7.5 60 9.1 12.7 8 3 3
3900211 Va-3/8 19 10 75 14.7 - 10 4 4
3900212 3/g 19 11 85 14.7 20 12 4 3 O
3900214 V234 14 12 85 20 - 12 4 4
3900215 3/a 14 16 85 20 — 16 4 4
3900218 1~2 11 20 95 27.7 - 20 5 4
O =F%rfEFETER O =Standard stock item
- xR BB S RP.5~6, - See p.5 ~6 for explanation of icons.
- ThreadPro AYER{RSKEUEILIR "IBHLEA", - Please select"Multi-feed" for the path type in ThreadPro.
Eﬁ(ﬂ:?é: Rp (PS) ° G (PF) BfZ:mm Unit:mm
Bes |EREINLRY| ZF IME ESS UALSS EN Wz &3 R | EF
EDP No. Range of Thread SizeDia TPI DC LF APMX LU DCON Flutes Type Stock
3900299 VIRRZ 28 5.9 60 11.8 - 6 3 2
3900301 s 28 7.5 65 14.5 154 8 3 1
3900311 Va -3/ 19 10 75 20.1 - 10 4 2
3900312 3/8 19 11 85 254 26.7 12 4 1 O
3900314 1o ~7/ 14 12 95 32.7 - 12 4 2
3900315 3478 14 16 110 39.9 = 16 4 2
3900318 1~2 11 20 125 50.8 - 20 5 2
O =F%rfERETER O =Standard stock item
- KRR BRIE & 58P.5~6, - See p.5 ~6 for explanation of icons.
- ThreadPro HYERIRSREUEILIR "MEEHLE", - Please select"Multi-feed" for the path type in ThreadPro.
BEfz:mm Unit:mm
BEs |1 3 IME 2N UIIN EN 1wz & R | EF
EDP No. Rang ia. DC LF APMX LU DCON Flutes Type Stock
3900259 Yie - Vs 27 5.9 60 10.3 - 6 3 4
3900261 Va -3/ 18 10 75 15.5 - 10 4 4 o
3900265 2.3/, 14 16 85 20 - 16 4 4
3900268 1~2 11 20 95 24.3 = 20 5 4
O =FrfEEEER O =Standard stock item
- FRRIGBRIBE & RP.5~6, - See p.5 ~6 for explanation of icons.
- ThreadPro FYER{RSKEUEIEIR "EBHLE", - Please select"Multi-feed" for the path type in ThreadPro.

s



Eﬁ = $ iﬁmﬁﬂg&%}] for General Purpose, Solid Carbide Spiral-Fulted Type

OT-SFT-PNGT

B’
iE =
s
Type 1 ) 8 Type 2 & {$~Z'
/\% ° /@’8 Eg-g
M 8 77\}‘.7.(%777777 8[77:;\\7 T
o APMX APMX -
Ly LU
LF LF
1

NN AN ISP
2 FEED
CARBIE g iy e

BEf7:mm Unit:mm

IR L2l MR EaN VAR TN 1wz T2 AR ==
EDP No. Min. Cutting Bore Dia. TP DC LF APMX LU DCON Flutes Type Stock
8306532 1.25
M12 9 90 24 - 10 4 1
8306534 1.75
8306544 M14 2 10 90 25 = 10 4 2
8306554 M16 2 12 105 30 - 12 4 2 o
8306575 M20 2.5 16 125 40 = 16 4 2
8306583 1.5 60
8306584 M27 2 20 145 50 20 5 2
8306586 3
O =FrEEEETZR O =Standard stock item
- IRRBBIE & P.5~6, - See p.5 ~6 for explanation of icons.
- OT-SFT-PNGT (M)A TEH, | - OT-SFT-PNGT (M) is only for milling internal threads.
* ThreadPro BYBE{RS NS INEALS" . * Please select"Multi-feed" for the path type in ThreadPro.
- WERERLEERS, BAT-1 (P6) &1L, - The products have been stopped producing and replaced

by AT-1(p.6).



Eﬁéﬁﬁmﬁﬁ&%ﬂ for General Purpose, Solid Carbide Type

OT-PNGT

DCON

%)
L 3
%
yi
=
S
|
|

APMX APMX

LU LU

SPEED

|
CARBIDE X h6 P52

BAfZ:mm  Unit:mm

MR K UERN E N R & AR EF
EDP No. Min. Cutting Bore Dia LF APMX LU DCON Flutes Type Stock
8306232 M12 1.25 9 920 24 - 10 4 1
8306273 1.5 50
M 20 16 125 40 16 4 2
8306276 25 = O
8306285 2
M 27 20 145 50 - 20 5 2
8306287 3
O =#rAfEETER O =Standard stock item
- IRIRGLBBIE S EP.5~6, - See p.5 ~6 for explanation of icons.
- OT-PNGT (M)ARIEXINTER. - OT-PNGT (M) is only for milling internal threads.
- ThreadPro HIBRR S BIEILIR "IN EEHLES", - Please select"Multi-feed" for the path type in ThreadPro.
- FmBELEEFE, HAT-1 (P6) &, - The products have been stopped producing and replaced
by AT-1(p.6).



@Eﬁﬁﬁmﬁﬁ&%ﬂ for General Purpose, Solid Carbide Type

OT-PNGT

Mg
e
Type 2 3 Type 3 z o
) 38 Pan: G
— APMX APMX
Ly Ly
LF LF
1
N SPERD
CARBIDE X h6 P52
E&*ﬁp%: R (PT) *Rc (PT) BEA7I:mm  Unit:mm
BmsS |[EENIRY| M= S VAL TN s T2 AR L33
EDP No. Range of Thread SizeDia TPI DC LF APMX LU DCON Flutes Type Stock
8306316 3/a 14 16 110 25 35 16 4 3 O
O =trAEEER O =Standard stock item
- IR BBIE & RP.5~6, - See p.5 ~6 for explanation of icons.
- ThreadPro RYERREENELIR "IMERLE", - Please select"Multi-feed" for the path type in ThreadPro.
- WWEREELEEFE, HAT-1 (P8) &K, - The products have been stopped producing and replaced
by AT-1(p.8).
Eg&*q]%: Rp (PS) ° G (PF) BE{7:mm Unit:mm
BmS |[EFENIRY| FW IMZ SN VAN EN e g AR 7
EDP No. Range of Thread SizeDia. TPI DC LF APMX LU DCON Flutes Type Stock
8306410 /s 19 10 80 16 23 10 4 2 O

O =trAEEFER O =Standard stock item

- FRRERIE S P.5~6,
- ThreadPro BIEERKRENZIRIR"MEEHHLA"
- WFREELEEF, HAT-1 (P.8) &1,

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

- Please select"Multi-feed" for the path type in ThreadPro.
- The products have been stopped producing and replaced

by AT-1(p.8).



FRIREMIROTHET] ornss

PNGT

o [
TiN hé P52

DCON

DCON

LF

Bf7:mm Unit:mm

s MITE | 8E 2K UA):S N e &5 R 2252
EDP No. Min. Cutting Bore Dia TP LF APMX LU DCON Flutes Type Stock

8306012 1

M14 10 90 25 32 10 4 1
8306013 1.5
8306022 1
8306023 M16 1.5 12 105 30 38 12 4 1
8306024 2
8306032 1
8306033 1.5
8306034 M20 2 16 125 40 50 16 4 1
8306035 25
8306036 3
8306042 1

O

8306043 1.5
8306044 M27 2 20 145 50 60 20 5 1
8306046 3
8306047 3.5
8306052 1
8306053 1.5

M34 25 165 65 - 20 6 3
8306054 2
8306056 3
8306063 1.5
8306064 M42 2 32 210 80 - 25 6 3
8306066 3

- tRIRIBBIE S P.5~6.
- PNGT (M)ARIES N TE .

- ThreadPro FIERREBIE LR "MBIHLE",

O =tREETER O =Standard stock item

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



FEEPMEELGET] forvss

PNGT

TiN hé P52

DCON

LF

L

Bf7:mm Unit:mm

HmS EaN UILN TN 1wz a2 AR ==
EDP No. LF APMX Y DCON Flutes Type Stock
8306111 3/s 19 10 80 16 23 10 4 2
8306114 V2-3/4 14 12 95 20 28 12 4 2
8306115 3/a 14 16 110 25 35 16 4 2 O
8306118 1~2 11 20 125 32 42.5 20 5 2
8306119 1-Y2:2~6 11 32 175 50 — 25 6 4
O =FREERETER O =Standard stock item
- IRIRIERIBE 2 EP.5~6. - See p.5 ~6 for explanation of icons.
- ThreadPro RIBE{RRENBIRIR "ML - Please select"Multi-feed" for the path type in ThreadPro.
ﬂ?ﬁ)‘(ﬂ?é: RD (PS) B :mm Unit:mm
(il ‘iEFHHDIRTJ 5 IM2 2K VAN M iz a2 AR =
EDP No. DC LF APMX LU DCON Flutes Type Stock
8306121 3/8 19 10 80 16 23 10 4 1
8306124 12~7/8 14 12 95 20 = 12 4 1
8306125 3/4-7/8 14 16 110 25 35 16 4 1 O
8306128 1~3-1» 11 20 125 32 42.5 20 5 1
8306129 1-12~6 11 32 175 50 - 25 6 1
O =FrEEEER O =Standard stock item
- FRIRIRABIBEZ@P.5~6, - See p.5 ~6 for explanation of icons.
- ThreadPro BUEEREBNE LR "M iEHLS - Please select"Multi-feed" for the path type in ThreadPro.
TN he  p52
BEfz:mm Unit:mm
BmS 1 IME K VIS E>N i A AR 7
EDP No. DC LF APMX LU DCON Flutes Type Stock
8306131 3/g 19 10 80 16 23 10 4 1
8306134 1a~7/8 14 12 95 20 — 12 4 1
8306135 3/a-7/8 14 16 110 25 35 16 4 1 O
8306138 1~3-12 11 20 125 32 42.5 20 5 1
8306139 1-12~6 11 32 175 50 - 25 6 3

- RIREBBIE S IP.5~6.
* PNGT (G(PF))ARIRSIN TEA.
- ThreadPro AURRIRKENEIEIRE MRS,

&

- See p.5 ~6 for explanation of icons.
- PNGT (G (PF)) is only for milling internal threads.

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

O =FtRERERER O =Standard stock item

HEE S
adA] pijos




SAINTRERIRSGT)

Super-Planet Cutter for Multifunction Milling

DR-PNAC

gl 4 A
el &) s m—
T A T
APMX LS
§ 0AL
o e
P 2 h6 P
Bfiz:mm Unit:mm
AR © 2 = 25 | o || o, | PR [itEEAE) 26 | me | e )
8330400 M 6 X1 -2D 4.8 62 12.1 1 14.7 36 5 6.3 7 8 2
8330412 M 8 X1.25-2D| 6.5 75 15.1 1.3 18.5 40 6.8 8.3 9 10 2
8330413 M 8 X1 -2D| 6.7 75 15.1 1.3 18.5 40 7 8.3 10 2
8330424 M 10 X1.5 -2D| 8.2 79 196 | 15 23.7 45 85 | 103 | 11 12 2
8330425 | M 10 X1.25-2D | 85 79 20.1 1.5 24 45 88 | 103 | 11 12 2 O
8330426 | M 10 X1 -2D 8.7 79 20.1 1.5 24 45 9 103 | 11 12 2
8330436 | M 12 X 1.75-2D 9.9 89 229 | 1.8 27.4 48 103 | 123 | 135 16 2
8330437 | M 12 X1.5 -2D | 10.2 89 24.1 1.8 28.6 48 105 | 123 | 135 16 2
8330438 | M 12 X 1.25-2D | 10.2 89 239 | 1.8 28.3 48 10.8 | 123 | 135 16 2

- TRIRBBBIESRP.5~6,
- DR-PNAC HRIZLINTER.
- INTHRLGRE = 1BEHME x 2

O =#rfERETER O =Standard stock item

- See p.5 ~6 for explanation of icons.
- DR-PNAC is only for milling internal threads.
- Tapping length = thread dia. X2

A

|7\] < IE?LE%}J”IFH Eﬁﬁ&%ﬂ Super-Planet Cutter for Multi

function Milling with Internal Coolant Supply

DR-O-PNAC

22
58 45°
£n
APMX LS
N
— AN T SPED -
2=\ CARBIDE . FEED
PR 2 h6  p
BAfZ:mm  Unit:mm
T ‘ R BOOME 2K | ppux |BENK| g, | K |HELE BB 3R | WR | 1Es | BER
EDP No. Mill Dia DCX | OAL 2n Ls DD | ds DN | DCON | Flues | Stock
8330500 M 6 X 1 -2D | 438 62 12.1 1 14.7 36 5 6.3 7 8 2
8330512 M 8 X 1.25 -2D | 6.5 75 15.1 1.3 18.5 40 6.8 8.3 9 10 2 o
8330524 M 10 X 1.5 -2D | 8.2 79 19.6 1.5 23.7 45 85 103 11 12 2
8330536 M 12 X 1.75 -2D | 9.9 89 22.9 1.8 27.4 48 1103 | 123 135 | 16 2

- TRIRBLBBIE S AP.5~6,

- DR-O-PNAC SN TS,

- DR-O-PNACRZIMEZ BN E R HFL.
- INTARBURE = REIME x 2

O=FrEEFER O =Standard stock item
- See p.5 ~6 for explanation of icons.
- DR-O-PNAC is only for milling internal threads.
- DR-O-PNAC has oil hole.
- Tapping length = thread dia. X2

s



.Eﬁﬁ&%ﬂ BHIEIE Machining Technique

OFsa @FEFLINT & OIRE] @it7] ORI ®R7] D5Er%
Start BT Reverse Approach Threading Release Remove
Drilling &
chamfering

® ' @E® ' ' ®

ERESRTEANT, B GIERWAREET~2  ERSESTMHTELGMNT. (TRAEE  IREEZASOE W

BEAEADSHTAOME  IRE, XEATERE  FWEIAREE, £—MEE) EHTRIESY  REk mIxm. B

AT, LAY, BAFRLNT THRAMRGINTRY, Blfs HINERZRHFDANGES I TEE. TR % ¢

TIEBECELSLERRE N, FTLART DB A=TFEIH. BE  HEEF. 5 BT SinihkasNEE S sy

WIRFLPIEE, ERRTINIKE T8 #7108, BN TARNAERRRE AT x3
MBS AE, L8

(0/6) ® @®® @

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.
DR-PNAC:DR-O-PNAC Bl H4E#Z cutting Conditions 1. W HI S EMRIE A TR R 5.

2 N THEE SRR RKE I IEHER.
SIERIEBTIMAAINIE, L6, KRN EHZEEIFME.
A BSIRERK, MIARRRYHERT, BEERIIHEE,

(i
ITHE

Work Material t}J ﬁﬂﬁlﬁ ﬁggﬁ Eggﬁ
Cutting Speed Feed Feed

Internal 'I:P:reads

(m/min) (mm/t) SR,
Cast Iron FC [50~1200.02~0.04| 0.1 ~0.2 S.NEMITFETHRBLREMR, BHLEBER, BiBlzero
: = % FCD |50~100|0.02~0.04|0.1 ~0.2 cutimnD) -
Ductile Cast Iron : i e . 6.EABRIZNEET], kB2 EERN, BTN,

Sl ik (80~200 |0.02~0.05/ 0.1 ~02

Aluminum Alloy 3¢

75 O

Sl <sii3% [80~2000.02~0.05| 0.1 ~0.2

Aluminum Alloy Casting

=] PAN
i?luminﬁ:n AlloiﬁCastirngfor Dile:ICastin? 25i13% |80~200 |0.02~0.04| 0.05 ~0.1 1. The indicated speeds and feeds are for water soluble oil.
m 2. Water-soluble oil is not suitable for tapping magnesium alloy.
= = MC |80~200 |0.02~0.05 | 0.1 ~0.2 3. Please adjust the cutting conditions depending on the rigidity of

Magnesium Alloy Casting

machine, tool holders, and workpiece clamping.

GRS ZDC (80~200 0.02~005 | 0.1 ~02 : : ini i
Zinc Alloy Casting 5 g . g 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.Please apply step feed when Super Planet Cutter is causing chip
packing during drilling operation.

posid 2

eow B ot B W 80~200 |0.02~0.05 | 0.1 ~0.2

Thermo Plastic

HEFER DR-O-PNAC TN TSRS

% DR-O-PNAC is recommended for aluminum alloy.




JIR3H5%E (HY-PRO-P) T HiftE

How to choose HYPRO-P (Indexable Thread Mill)

BRSFPEARIRYT] At AT LA A E R — 4K _ERIHY-PROBRELEET].

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

Q. BRFPIRSIH T RIS S XA AMSHIRSR T ?

Q. Which thread cutting tool is suitable for this specific thread size?

Q. XFHJ] A AT LAZRSAEX AN 1D ?

Q. Is this insert mountable on this body?

Q. YN TIE?

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

ATIRERENIR, BSBEET
EHIEETIE.

Please refer the following hints for selecting tools to suit your
specific needs.

1) FEINTM56 x 3.5, SROGKEB2mm FYIRL, 1ZAN{TikiETIE?

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

HRIEILEEZR (P27~34) EFESRURIEIIRKR T,

Identify the appropriate pitch and thread size on the selection chart (p. 27 to 34).

SRR SFE MuliPoint TR Single Point
Thread Si iﬁﬁﬁﬂ)ﬁ"lnsen ﬁﬁﬁﬂﬁ Tool Holder Eﬁgﬂh"lnsen
M 30~M 37 TMC25-5 124/004 513.51SOTM 028/008
TMISC 18238620 | 2obceotm
M 30~ TM3SC 20C26-105-2U 2UIDC60TM
M 36 ~ TMA4SC 25C31-115-2U 2UIDC60 TM
M 41 ~ TMC25-5 124/004 5I3.5ISOTM2
P35 M 42 ~ TM3SC 28C36-144-3U 3UIDE60 TM
: M 46 ~ TMC25-5, TMLC25-5 513.51SOTM2
M 48 ~ TMA4SC D42-16-3U 3UIDE60 TM
M 53 ~ TMC32-5, TMLC32-5, TMNC32-5 513.51SOTM2
M 54~ IMaSC Da8-22-3U 3UIDEGOTM
M 58 ~ TM2C32-5 513.51SOTM2
M 62 ~ TM6SC D56-22-3U 3UIDE60 TM
M EESIERT AN TR EE82mm BITIK,
In the identified items, look for bodies that can be used for cutting 82 mm of tapping length.
1] — < *
MIAEETIR = iBgkE+ (85X 1.5%) < @
Appropriate tool = Tapping length + (Pitch x 1.5) < @
0= .. %%i”ﬂa‘ Multi-Point 5 f:‘)ﬁ‘l;/( (LU)
- EATFRIRT single-point ERANITRE (L)
#l) M56 x 3.5, 82 (m? ><) _87 25
BB A9 82mm A - mm + (8REEX1.5") =87.25mm
Example : M56X 3.5, tapping length = 82mm t
3.5mmX1.5P
KXEN T RIFERUESKENRAEFE. BEANIIENH TR,
These are recommended values to ensure effective tapping length. Please make adjustment depending on the cutting condition.
|4 by |~ = |~ AY
EtE, SIS/ SAINITIES7.25mm LA ERITIE,
Consequently, look for bodys that are at least 87.25 mm in neck length / maximum milling length.
.gﬂ Multi-Point IEH:EA Single-Point .Bﬁﬁ! Bore Type
ZFR Type E EFR Type | BAITEE L NI ERERECHARNAR, BESFRICH
TMC25-5 124/004 40 TM25C 18C23-86-2U 86 BHTHIRT.
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 115 with arbor.
TMLC25-5 92 TM3SC 28C36-144-3U 144
TMLC32-5 98
TMNC32-5 58

8



ThreadPro 8] Ba5eRk_EIAER(E.

ThreadPro follows these steps automatically.

o Rk NCIRiEiRG

ThreadPro Revamped Thread Milling NC Code Generator Software

NG e

Data entry screen

7]
il
j&
i
gg

5
o
o
x
o
g
B
—
>
2
o
i
o
=

B LB
rin =

Enter information via
dropdown list!

NS

Search results s i} B fE THERe
.. WE-PR0 PRnge Bor THESE D&-33-1 AT
-, HEPRO P Srgie Fard T D) pa-R0 TERTT™
. HEPROPMUDPanD  THLCKHS 55 850TmME
- HEPROP Sngle Pord THISC JBC-1H-11  RUMESOTM
o HEPRAD P Sngle Peel  THESE ISCILLIS-A) UEDDEOTH
-, HE-PRO P MUb Paint THLC 2S5 SEL SISOTM2
. MT-FROPSnQeFong  THISC 20C36-105-20  2UMDOHITH

Eaa -

BHENEEN &
H97IA!

Tool selection doneina
split second!

]
o]

EEE

Q&A% P.68

for FAQ

1) iz - ASRBIRYTIR?

Example: What type of tool should | choose?

BEFEG I TR BERTIA.

Choose a tool that suits your work environment and purpose.

WE7E BT ERE

Multi-Point Single-Point (Straight Shank)
s miFEE 4 * ERTRINMEIEFRIARIRN
° ﬂiﬁﬁﬁ?%ﬁﬁﬁ%zj « Suitable for large diameter threads, such as eyebolts.
- Many ariations - ads can be cut - —HMRBENDRERETSERT, TINISH

1BHIIREL

VIR EEATF, FINTHE T AT AIIT)

REERIFE - E®&ENNIR, O TESEEINT

PR - SNBSS - ERIBIN ARSI

+ One type of insert can cut different pitches

« Three corners per insert

« Multiple inserts achieves high-efficiency cutting

« Adjustable overhang length for specific cutting conditions

« Asingle piece of insert has multiple crests to
cut the corresponding number of threads.
« For both internal and external threads




HY' P RO P *E;Eﬁ&ﬁv_r zﬁﬂgﬂaﬁﬁ% Tool Selection Guide by Screw Size

/Aﬁ%u Ij\] Té%éﬁﬁﬁ Metric screw thread (internal)

IEFRRSIRY

Thread Size

ZFE  Multi-Point BATFR)  Single Point

1&EFRJI1K Tool Body

&I Insert 1&EFEJAK Tool Body JEAJIF Insert

M 13 ~ TMC12-2,TMC20-2 210.5I1SOTM2

M 17 ~ TMC16-3 124/001 310.51SOTM2

TMNC16-3 310.51SOTM2

TM2C20-2 210.5I1SOTM2

Po.S M9~ TMC16-3 310.5I1SOTM2
M 21 ~ TMNC20-3 310.51SO TM2

M 22 ~ TMC20-3 310.51SOTM2

M 24 ~ TMLC25-3 310.51SOTM2

M 28 ~ TM2C25-3 310.51SO TM2

M 51 ~ TMSH-D50-FMA25.4-3 310.51SOTM2

M 14 ~ TMC12-2,TMC20-2 210.751SOTM2

M 18 ~ TMC16-3 124/001, TMNC16-3 310.75 ISO TM2

TM2C20-2 210.751SO TM2

M9~ TMC16-3 310.751SOTM2

P0.75 M 22 ~ TMNC20-3 310.751SOTM2
M 23 ~ TMC20-3 310.75I1SO TM2

M 25 ~ TMLC25-3 310.751SOTM2

M 29 ~ TM2C25-3 310.751S0 TM2

M 52 ~ TMSH-D50-FMA25.4-3 310.751S0 TM2

M 15 ~ TMC12-2, TMC20-2 211.01SOTM2

TMC16-3 124/001 311.01SOTM2

M9~ TMNC16-3 311.01SOTM2

TM2C20-2 211.0 SO TM2

M 20~ TMC16-3 311.01S0TM2

M 22 ~ TMNC20-3 311.0ISOTM2

M 23 ~ TMC20-3 311.01SOTM2

M 25 ~ TMLC25-3 311.0ISOTM2

M 28 ~ TMC25-5 124/004 511.0 1SOTM2

Pl 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 ~ TM2C32-5 511.0 1SOTM2

M 53 ~ TMSH-D50-FMA25.4-3 311.01SOTM2

M 66 ~ TMSH-D63-FMA25.4-5 511.0ISOTM2

M 83 ~ TMSH-D80-FMA25.4-5 511.0ISOTM2

M103 ~ TMSH-D100-FMA31.75-5 511.01SOTM2

M128 ~ TMSH-D125-FMA38.1-5 511.0ISOTM2

M 16 ~ TMC12-2,TMC20-2 211.251SOTM2

TMC16-3 124/001 311.25 SO TM2

M 20 ~ TMNC16-3 311.25 SO TM2

TM2C20-2 211.251SOTM2

M 21~ TMC16-3 311.251S0TM2

M 23 ~ TMNC20-3 311.251SO TM2

M 24 ~ TMC20-3 311.251SO TM2

M 26 ~ TMLC25-3 311.251SOTM2

M 29 ~ TMC25-5 124/004 511.251SO TM2

P1.25 M 30 ~ TM2C25-3 311.251SOTM2
M 35 ~ TMC25-5. TMLC25-5 511.251SOTM2

M 42 ~ TMC32-5, TMLC32-5, TMNC32-5 511.251SOTM2

M 48 ~ TM2C32-5 511.25 1SO TM2

M 55 ~ TMSH-D50-FMA25.4-3 311.251SOTM2

M 68 ~ TMSH-D63-FMA25.4-5 511.251SOTM2

M 85 ~ TMSH-D80-FMA25.4-5 511.25 1SO TM2

M105 ~ TMSH-D100-FMA31.75-5 511.251SO TM2

M130 ~ TMSH-D125-FMA38.1-5 511.251SOTM2

M 16 ~ TMC12-2, TMC20-2 211.51S0TM2

P15 M 20 ~ TMC16-3 124/001 311.51S0TM2
TMNC16-3 3I11.51SOTM2

KIEBFIRIRD FUERRT IR, % Blue characteres are special order items. m

s



EFRE R ZFE Multi-Point BTFRL Single Point

Thread Size AEFEJIHK Tool Body SERATIE Insert J&FEJJK Tool Body 1EFATIE Insert
TM2C20-2 2[1.5ISOTM2

M 22~ T™MC16-3 311.51S0TM2
M 24 ~ TMNC20-3 311.51SOTM2
M 25 ~ TMC20-3 311.51SOTM2
M 26 ~ TM2SC 18C23-86-2U 2UIDB60 TM 5
M 27 ~ TMLC25-3 311.51SOTM2 7] E
M 28 ~ TM3SC 20€26-105-2U 2UIDB60 TM Rz
M 30 ~ TMC25-5 124/004 511.51SOTM2 > 5
M 31 ~ TM2C25-3 311.51SO TM2 s
M 33 ~ TM4SC 25C31-115-2U 2UIDB60 TM ;__:Fé ;‘
M 35 ~ TMC25-5. TMLC25-5 511.51SOTM2 =
M 39 ~ TM3SC 28C36-144-3U 3UIDB60 TM
M 40 ~ TMC32-6B 6BI 1.5 ISO TM2

P1.5 M 43 ~ TMC32-5. TMLC32-5. TMNC32-5 511.51SOTM2
M 45 ~ TM4SC D42-16-3U 3UIDB60 TM
M 48 ~ TM2C32-5 511.51SOTM2
M 51 ~ TMC40-6B 6BI 1.5ISO TM2
M 52 ~ TM5SC D48-22-3U 3UIDB60 TM
M 56 ~ TMSH-D50-FMA25.4-3 511.51SOTM2
M 59 ~ TMLC42-6B 6BI 1.5 ISO TM2
M 60 ~ TM6SC D56-22-3U 3UIDB60 TM
M 69 ~ TMSH-D63-FMA25.4-5 511.51SOTM2

TMSH-D80-FMA25.4-6B 6BI 1.5 ISO TM2

M 8 ~ TMSH-D80-FMA25.4-5 511.51SOTM2
M106 ~ TMSH-D100-FMA31.75-5 511.51SOTM2
M131 ~ TMSH-D125-FMA38.1-5 511.51SOTM2
M 21 ~ TMC16-3 124/001. TMNC16-3 311.751SOTM2
M 23 ~ TMC16-3 311.751SOTM2
M 25 ~ TMNC20-3 311.751SOTM2
M 26 ~ TMC20-3 311.751SOTM2
M 28 ~ TMLC25-3 311.751SOTM2
M 31 ~ TMC25-5 124/004 511.751SOTM2
M 32 ~ TM2C25-3 311.751SOTM2

P1.75 M 36 ~ TMC25-5. TMLC25-5 511.751SOTM2
M 44 ~ TMC32-5, TMLC32-5. TMNC32-5 511.751SOTM2
M 49 ~ TM2C32-5 511.751SOTM2
M 57 ~ TMSH-D50-FMA25.4-3 311.751SOTM2
M 70 ~ TMSH-D63-FMA25.4-5 511.751SOTM2
M 87 ~ TMSH-D80-FMA25.4-5 511.751SOTM2
M107 ~ TMSH-D100-FMA31.75-5 511.751SOTM2
M132 ~ TMSH-D125-FMA38.1-5 511.751SOTM2
M 14 ~ M21 TMC12-2, TMC20-2 212.0ISOTM 028/004
M 22 ~ TMC16-3 124/001. TMNC16-3 312.0I1SOTM2
M 23 ~ TMC16-3 312.0I1SOTM2
M 25 ~ TMNC20-3 312.0I1SOTM2
M 26 ~ TMC20-3 312.0I1SOTM2 TM2SC 18C23-86-2U 2UIDB60 TM
M 28 ~ TMLC25-3 312.0ISOTM2
M 29 ~ TM3SC 20C26-105-2U 2UIDB60 TM
M 32 ~ TMC25-5 124/004 512.0 ISOTM2

P2 M 33 ~ TM2C25-3 312.0I1SOTM2
M 34 ~ TM4SC 25C31-115-2U 2UIDB60 TM
M 37 ~ TMC25-5. TMLC25-5 512.0 ISOTM2
M 39 ~ TM3SC 28C36-144-3U 3UIDB60 TM
M 42 ~ TMC32-6B 6BI 2.0 ISO TM2
M 44 ~ TMC32-5, TMLC32-5. TMNC32-5 512.0ISOTM2
M 45 ~ TM4SC D42-16-3U 3UIDB60 TM
M 50 ~ TM2C32-5 512.0I1SOTM2
M 52 ~ TM5SC D48-22-3U 3UIDB60 TM

KIEBFREBS AT HIFE R, % Blue characteres are special order items. m

pos 4 o
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HY' P RO P *E;Eﬁ&ﬁv_r zﬁﬂgﬂaﬁﬁ% Tool Selection Guide by Screw Size

N FROM |

278 Multi-Point

R Single Point

TEFRSR N
Thread Size 1EFIJIHK Tool Body 1EFATIA Insert BEFRJK Tool Body 1EFTIR Insert
M 53 ~ TMC40-6B 6B12.0 SO TM2
M 57 ~ TMSH-D50-FMA25.4-3 312.01S0TM2
M 60 ~ TMLC42-6B 6B12.0 SO TM2 TM6SC D56-22-3U 3UIDB60TM
M 70 ~ TMSH-D63-FMA25.4-5 512.01SOTM2
P2 W8y~ TMSH-D80-FMA25.4-6B 6B12.0 15O TM2
TMSH-D80-FMA25.4-5 512.01SOTM2
M107 ~ TMSH-D100-FMA31.75-5 512.01SOTM2
M132 ~ TMSH-D125-FMA38.1-5 512.01SOTM2
M 20 ~M 21 | TMC16-3 124/001 312.51SOTM 028/005
M 22 ~M 34 | TMC25-4 124/002 412.51SO 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
b2 M 46 ~ TM4SC D42-16-3U 3UIDE60TM
M 47 ~ TMC32-5. TMLC32-5, TMNC32-5 512.51S0TM2
M 52 ~ TM2C32-5 512.51SOTM2 TM5SC D48-22-3U 3UIDE60TM
M 60 ~ TM6SC D56-22-3U 3UIDE60TM
M 73 ~ TMSH-D63-FMA25.4-5 512.51S0TM2
M 90 ~ TMSH-D80-FMA25.4-5 512.51SOTM2
M110 ~ TMSH-D100-FMA31.75-5 512.51SOTM2
M135 ~ TMSH-D125-FMA38.1-5 512.51S0TM2
M 24 ~M 35 | TMC25-4 124/002 413.01SO TM 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
P3 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
TMSH-D80-FMA25.4-6B 6B13.0 SO TM2
M 92 ~ 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 2UIDC60TM
M 30 ~M 37 |TMC25-5 124/004 513.51SO TM 028/008
M 36 ~ TM4SC 25C31-115-2U 2UIDC60TM
M 41 ~ TMC25-5 124/004 513.51SOTM2
M 42 ~ TM3SC 28C36-144-3U 3UIDE60TM
M 46 ~ TMC25-5. TMLC25-5 513.51S0TM2
P3.3 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

H B BRI,

% Blue characteres are special order items.

s



BRI

Thread Size

£ZFE Multi-Point

1&EFIJIK Tool Body

JEFJIA Insert

BAZFRY Single Point

J&FEJJK Tool Body

JEFJIA Insert

M114 ~ TMSH-D100-FMA31.75-5 513.51SOTM2
P3.5 M139 ~ TMSH-D125-FMA38.1-5 513.51SOTM2
TM25C 18C23-86-2U 2UIDC60 TM
M 36 ~ TM3SC 20C26-105-2U 2UIDC60 TM
TM45C 25C31-115-2U 2UIDC60 TM
M 36 ~M 42 | TMC25-5.TMLC25-5 514.01SO TM 028/010
M 42 ~ TM3SC 28C36-144-3U 3UIDH60 TM
M 44 ~ TMC25-5 124/004 514.01SOTM2
M 48 ~ TMC25-5, TMLC25-5 514.01SOTM2 TM4SC D42-16-3U 3UIDH60TM
M 54 ~ TMC32-6B 6B1 4.0 1SOTM2
M 55 ~ TM5SC D48-22-3U 3UIDH60 TM
P4 M 56 ~ TMC32-5. TMLC32-5. TMNC32-5 514.01SOTM2
M 60 ~ TMC40-6B 6B1 4.0 1SOTM2
M 62 ~ TM2C32-5 514.01SOTM2
M 64 ~ TM6SC D56-22-3U 3UIDH60TM
M 68 ~ TMLC42-6B 6BI1 4.0 1SOTM2
M 78 ~ TMSH-D63-FMA25.4-5 514.01SOTM2
TMSH-D80-FMA25.4-6B 6B1 4.0 1SOTM2
M 95 ~ TMSH-D80-FMA25.4-5 514.01SOTM2
M115 ~ TMSH-D100-FMA31.75-5 514.01SOTM2
M140 ~ TMSH-D125-FMA38.1-5 514.01SOTM2
M 42 ~ TM3SC 28C36-144-3U 3UIDH60TM
M 42 ~M 52 | TMC25-5.TMLC25-5 514.51SOTM 028/011
M 48 ~ TMC25-5 124/004 514.51SOTM2 TM4SC D42-16-3U 3UIDH60TM
M 53 ~ TMC25-5,. TMLC25-5 514.51SOTM2
M 54 ~ TM5SC D48-22-3U 3UIDH60TM
M 58 ~ TMC32-6B 6B1 4.5 ISOTM2
TMC32-5. TMLC32-5. TMNC32-5 514.51SOTM2
M 60 ~ TMC40-6B 6B14.51SOTM2
Pa.3 M 62 ~ TM6SC D56-22-3U 3UIDH60TM
M 66 ~ TM2C32-5 514.51SOTM2
M 70 ~ TMLC42-6B 6BI 4.5 1SOTM2
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 6B15.0 1SOTM2 TM3SC 28C36-144-3U 3UIDH60TM
M 48 ~ TM4SC D42-16-3U 3UIDH60TM
M 54 ~ TM5SC D48-22-3U 3UIDH60 TM
P5 M 58 ~ TMC40-6B 6B1 5.0 ISOTM2
M 62 ~ TM6SC D56-22-3U 3UIDH60TM
M 72 ~ TMLC42-6B 6BI 5.0 ISOTM2
M 99 ~ TMSH-D80-FMA25.4-6B 6B1 5.0 ISOTM2
TM3SC 28C36-144-3U 3UIDH60TM
M 56 ~ TMC32-6B 6B15.51SOTM2 TM4SC D42-16-3U 3UIDH60TM
TM5SC D48-22-3U 3UIDH60 TM
P5.5 M 60 ~ TMC40-6B 6B1 5.5 1SOTM2
M 63 ~ TM6SC D56-22-3U 3UIDH60TM
M 74 ~ TMLC42-6B 6BI 5.5 ISOTM2
M101 ~ TMSH-D80-FMA25.4-6B 6BI 5.5 ISOTM2
TM3SC 28C36-144-3U 3UIDH60TM
M 64 ~ TMC32-6B. TMC40-6B 6BI 6.0 1SO TM2 TMASC D42-16-3U 3UIDHGOTM
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 1SOTM2

KIEBFIRED BRI S M.

IR MIIMEMEIERT, BIEE IRIME /IMESIME<1.5")ITIA,

% Blue characteres are special order items.

Note : To machine external screwthreads, tool must be selected as below : holder outer dia./internal screwthread outer dia.(nominal dia.) = 1.5
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HY' P RO P *E;Eﬁ&ﬁv_r zﬁﬂgﬂaﬁﬁ% Tool Selection Guide by Screw Size

%ﬁ%u Ij\] Té%éﬁﬁﬁ Unified screw thread (internal)

IEFRIRR T

Thread Size

ZFE  Multi-Point BATFRY  Single Point

1&EFRJI{A Tool Body

&R Insert 1&FEJAK Tool Body 1&MAJIA Insert

™ Y2 ~ TMC12-2,TMC20-2 2148 UNTM2
3 ~ TM2C20-2 2148 UNTM2
%6 ~ TMC12-2,TMC20-2 2132 UNTM2
e ~ $mﬁ1c61-2_;24/001 3132 UNTM2
TM2C20-2 2132 UNTM2
32 %~
TMC16-3 3132 UNTM2
s ~ TMNC20-3,TMC20-3 3132 UNTM2
1 ~ TMLC25-3 3I132UNTM2
1 Y%~ TM2C25-3 3I132UNTM2
%he ~ TMC12-2,TMC20-2 2128 UNTM2
%~ ;mﬁ‘lcﬁ—::sTMC16—3 124/001 3128 UNTM2
e ~ TM2C20-2 2128 UNTM2
28 TMC16-3 3128 UNTM2
s ~ TMNC20-3 3128 UNTM2
%6 ~ TMC20-3 3128 UNTM2
1 S TMLC25-3 3128 UN TM2
1 36 ~ TM2C25-3 3128 UNTM2
%e ~ TMC12-2,TMC20-2 2124 UNTM2
% ~ ;mﬁlcﬁ—:-;ZMON 3124 UNTM2
Whe ~ TM2C20-2 2124 UNTM2
TMC16-3 3124 UNTM2
s ~ TMNC20-3 3124 UNTM2
24 %6 ~ TMC20-3 3124 UNTM2
1 ~ TMLC25-3 3124 UNTM2
1 Y%~ TMC25-5 124/004 5124 UNTM2
1 %6 ~ TM2C25-3 3124 UNTM2
1 %6 ~ TMC25-5.TMLC25-5 5124 UNTM2
1 %~ mﬁscé-zsgmcsz-s 5124 UNTM2
1 %~ TM2C32-5 5124 UNTM2
e ~ TMC12-2,TMC20-2 2120 UNTM2
e ~ e 124001 3120 UNTM2
e TM2C20-2 2120 UNTM2
TMC16-3 3120 UNTM2
136 ~ TMNC20-3 3120 UNTM2
1 == TMC20-3 3120 UNTM2
20 1 Y6 ~ TMLC25-3 3120 UNTM2
o 57 TM2C25-3 3120 UNTM2
TMC25-5 124/004 5120 UN TM2
1 3%~ TMC25-5,TMLC25-5 5120 UN TM2
1 %~ Thazs, TMLC32:5 5120 UNTM2
1 %~ TM2C32-5 5120 UNTM2
e ~ TMC12-2,TMC20-2 2I 18 UNTM2
36 ~ $mﬁ1c61-2_;24/001 3118 UNTM2
Yo~ TM2C20-2 2118 UNTM2
TMC16-3 3118 UNTM2
18 %6 ~ TMNC20-3 3118 UNTM2
1 ~ TMC20-3 3118 UNTM2
1 Yie ~ TMLC25-3 3118 UNTM2
1 36 ~ TMC25-5 124/004 5118 UNTM2
1 Va~ TM2C25-3 3118 UNTM2
1 %~ TMC25-5.TMLC25-5 5118 UNTM2
KIS BRI S4BT 5. % Blue characteres are special order items. m
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B R £ Multi-Point STFAL Single Point

Thread Size EFEJIHK Tool Body 1EFTIR Insert 1EFIJIK Tool Body T&ERJIR Insert
18 16 ~ Iﬂﬁgﬁ;""mz's 5118 UNTM2
1% ~ TM2C32-5 5118 UNTM2
e ~ TMC12-2, TMC20-2 2116 UNTM2
3o ~ TS 124/001 3116 UNTM2 5
TM2C20-2 2116 UNTM2 J)e
e~ TMC16-3 3116 UNTM2 Fe&
—_ M
156 ~ TMNC20-3 3116 UNTM2 AR
1~ TMC20-3 3116 UNTM2 TM2SC 18C23-86-2U 2UIDB60 TM s
1 Yo ~ TMLC25-3 3116 UNTM2 s
1 %~ TM3SC 20C26-105-2U 2UIDB60 TM =
16 1 %6 ~ TMC25-5 124/004 5116 UNTM2
1 %~ TM2C25-3 3116 UNTM2
1 %~ TM4SC 25C31-115-2U 2UIDB60TM
1 %6 ~ TMC25-5. TMLC25-5 5116 UNTM2
1 %6 ~ TM35C 28C36-144-3U 3UIDB60TM
1"%e ~ mag';_‘sm"c”'s 5116 UNTM2
1 %~ TM4SC D42-16-3U 3UIDB60TM
1% ~ TM2C32-5 5116 UNTM2
2 ~ TM5SC D48-22-3U 3UIDB60 TM
2 %~ TM65C D56-22-3U 3UIDB60TM
e ~ TMC12-2, TMC20-2 2114 UNTM2
o~ mg‘cﬁ:; 24/001 3114 UNTM2
o TM2C20-2 2114 UNTM2
TMC16-3 3114 UNTM2
1~ TMNC20-3. TMC20-3 3114 UNTM2 TM25C 18C23-86-2U 2UIDB60TM
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 2UIDB60TM
1 %6 ~ TMC25-5. TMLC25-5 5114 UNTM2
1 %~ TM3SC 28C36-144-3U 3UIDB60 TM
1%~ TVCa2s, TMLC32S 5114 UNTM2 TM4SC D42-16-3U 3UIDB60TM
1% ~ TM2C32-5 5114 UNTM2
~ TM5SC D48-22-3U 3UIDB60TM
2 %~ TM6SC D56-22-3U 3UIDB60TM
%~ T3 124/001 3113 UNTM2
%6 ~ TMC16-3 3113 UNTM2
1~ TMNC20-3 3113 UNTM2
1 Y ~ TMC20-3 3113 UNTM2
. 1 %~ TMLC25-3 3113 UNTM2
1 %~ TMC25-5 124/004 5113 UNTM2
1 %6 ~ TM2C25-3 3113 UNTM2
1%~ TMC25-5. TMLC25-5 5113 UNTM2
1 %~ ThCa2 s, MGz 5113 UNTM2
2 ~ TM2C32-5 5113 UNTM2
%~ T3 1240001 3112UNTM2
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
KIEBFREBS AR THIFE R, % Blue characteres are special order items. m
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HY' P RO P *E;Eﬁ&ﬁv_r zﬁﬂgﬂaﬁﬁ% Tool Selection Guide by Screw Size

N FROM |

1EFUESIRST ZFE Multi-Point BATFRY Single Point
Thread Size 1EFJIA Tool Body JEFTIE Insert 1&FEJAK Tool Body BRI Insert
1 %6 ~ TM35C 20€26-105-2U 2UIDB60 TM
1 %~ TMC25-5 124/004 5112 UNTM2
1 %6 ~ TM2C25-3 3112UNTM2
1 %~ TM4SC 25C31-115-2U 2UIDB60 TM
1%~ TMC25-5, TMLC25-5 5112 UNTM2
12 1 %6 ~ TM3SC 28C36-144-3U 3UIDB60 TM
1 %~ mﬁsczs-zs_}'TMLcsz-s 5112 UNTM2
11%6 ~ TM4SC D42-16-3U 3UIDB60 TM
2~ TM2C32-5 5112 UNTM2 TM5SC D48-22-3U 3UIDB60 TM
2 %~ TM6SC D56-22-3U 3UIDB60 TM
%~ mﬁ‘cﬁ':_;z‘” 001 3111.5 UNTM2
15 ~ TMC16-3 3111.5 UNTM2
1 Yis ~ TMNC20-3,TMC20-3 3111.5 UNTM2
1 %6 ~ TMLC25-3 3111.5 UNTM2
115 1 %~ TMC25-5 124/004 5111.5 UNTM2
1 %6 ~ TM2C25-3 3111.5 UNTM2
1%~ TMC25-5, TMLC25-5 5111.5 UNTM2
11%6 ~ Va2 s, MLz 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 ~ mﬁgzs_\sTMLcsz-s 5111 UNTM2
2~ TM2C32-5 5111 UNTM2
1 Y ~ TM25C 18C23-86-2U 2UIDC60 TM
1 %~ TM3SC 20€26-105-2U 2UIDC60 TM
1 %6 ~ TMC25-5 124/004 5110 UNTM2
1 %~ TM4SC 25C31-115-2U 2UIDC60 TM
1 % ~ TMC25-5. TMLC25-5 5110 UNTM2
10 1 %~ TM3SC 28C36-144-3U 3UIDE60 TM
1 %~ mﬁscé-zs_;TMLcsz-s 5110 UNTM2 TM4SC D42-16-3U 3UIDE60 TM
2 e ~ TM2C32-5 5110 UNTM2
2 %~ TM5SC D48-22-3U 3UIDE60 TM
2~ TM6SC D56-22-3U 3UIDE60 TM
1 %~ TMC25-5 124/004 519 UNTM2
16 ~ TMC25-5, TMLC25-5 519 UNTM2
° 2~ V32 S, TMLCS2: 519 UNTM2
2 % ~ TM2C32-5 519 UNTM2
1 Yie ~ TM2SC 18C23-86-2U 2UIDC60 TM
1 %6 ~ TM3SC 20€26-105-2U 2UIDC60 TM
1 %~ TMC25-5 124/004 518 UNTM2
1 7% ~ TM4SC 25C31-115-2U 2UIDC60 TM
1 %~ TM3SC 28C36-144-3U 3UIDE60 TM
s 16 ~ TMC25-5, TMLC25-5 518 UNTM2
11%6 ~ TM4SC D42-16-3U 3UIDE60 TM
2~ mﬁsé-zs_\sTMLcsz-s 518 UNTM2
2 Yo~ TM5SC D48-22-3U 3UIDE60 TM
2 %o ~ TM2C32-5 518 UNTM2
2 %~ TM6SC D56-22-3U 3UIDE60 TM
MIE BRSBTS, % Blue characteres are special order items. m

s



BRI Z5FE Multi-Point B5FA Single Point

Thread Size EFEJIHK Tool Body 1EFTIR Insert 1EFIJIK Tool Body T&ERJIR Insert
1 %~ TMC25-5 124/004 517 UNTM2
11%6 ~ TMC25-5, TMLC25-5 517 UNTM2
7 2 %~ m;\:‘a&g-;\sTMLcsz-s 517 UNTM2
21 ~ TM2C32-5 517 UNTM2 _
TM25C 18C23-86-2U 2UIDC60TM 2
1 %~ Jle
TM3SC 20C26-105-2U 2UIDC60 TM Be
1 %~ TM4SC 25C31-115-2U 2UIDC60 TM 2%
1 %~ TMC25-5 124/004 516 UNTM2 TM3SC 28C36-144-3U 3UIDH60 TM i z
11%6 ~ TM4SC D42-16-3U 3UIDH60 TM e 2
2 ~ TMC25-5. TMLC25-5 516 UNTM2 -z
. 2 Y~ TM5SC D48-22-3U 3UIDH60 TM a
2 %o ~ TMC32-6B 6BI 6 UNTM2
2 %~ Imgﬁ_‘;wﬁz's 516 UNTM2
2 The ~ TM2C32-5 516 UNTM2
2 %~ TMC40-6B 6BI 6 UNTM2
2 Yo~ TM6SC D56-22-3U 3UIDH60 TM
2 %e ~ TMLC42-6B 6BI 6 UNTM2
1 %~ TM3SC 28C36-144-3U 3UIDH60 TM
1 %~ TMC32-6B 6BI 5 UNTM2
11%6 ~ TM4SC D42-16-3U 3UIDH60 TM
5 2 %o ~ TM5SC D48-22-3U 3UIDH60 TM
2 %6 ~ TMC40-6B 6BI 5 UNTM2
2 Yo~ TM6SC D56-22-3U 3UIDH60 TM
2 %~ TMLC42-6B 6BI 5 UNTM2
, - TMC32-6B 6BI 4.5 UNTM2 TM3SC 28C36-144-3U 3UIDH60 TM
TM4SC D42-16-3U 3UIDH60 TM
s 2 Y~ TMLC42-6B 6BI 4.5 UNTM2 TM5SC D48-22-3U 3UIDH60 TM
2 %~ TMC40-6B 6BI 4.5 UNTM2
11%6 ~ TMLC42-6B 6BI 4.5 UNTM2
2 Yo~ TM6SC D56-22-3U 3UIDH60 TM
2 Yhe ~ TMLC42-6B 6BI 4 UNTM2
TMC32-6B. TMC40-6B 6BI4 UNTM2 TM3SC 28C36-144-3U 3UIDH60 TM
4 5 v TM4SC D48-16-3U 3UIDH60 TM
TM5SC D48-22-3U 3UIDH60 TM
TM6SC D56-22-3U 3UIDH60 TM
HIEEFRE D ARBIT 5. % Blue characteres are special order items.



EREIFRNZINCE—RR

Description (Straight Shank Body, Multi-Point)

NC20-3

TM

LH
=

FARELS B AIfERTI AR MI5EHES
Shape Type Qil hole Shank Size Insert Size Type
By vl | TG | BRUIRAERY Bl zR<ty | DARYRS| JRRY | NRKEEER 7
Hgﬁ@ N:n Stand;—rld,ﬂnsert ‘C Internal Coolant ‘ ﬁ?i}rﬁ Ini-rtSizegﬁz Ins):lr-tSize Insﬁibed.Cir{cIIe N(l;n E.Q’:}Eﬁjjﬂt
: L EBTIIREL (£8BAC. ) Shank Sizes: 2 A 6.35 mm 124/%% Right Hand
Thread Milling '-0"21““"" Insert All sizes are with ®12to 42 3 34 10 mm
5 | 27)EsERE oil hole L8
with 2 Inserts 4 /2 12.7_mm EFAE
N [ ETEEEEA 5 %' 15.875mm LH | et Hand
for Taper Pipe Threads 6B 3,4"B 19.05 mm
HY‘PRO P ,775':@ HY-PRO P Multi-Point
HY-PROP
PNTC =578
. TMC)JMS (%?J . *a_i)ﬁij) TMC Body (1 insert- standard type)

[ [ ]
—
PSR AMBLY P52 i P40~P47
B :mm Unit:mm
BmS ‘ B TNRRTHRwRS| 2K K & Wz IME 7
EDP No. Type Insert Size No. LF LU DCON DN DC Stock
7710112 TMC12-2 70 12 12
7710132 TMC20-2 2 8.9 11.5
85 20 20

7710232 TMC20-2LH
7710023 TMC16-3 124/001 91 20.5 16 12.2 15.5
7710123 TMC16-3 3 90 22 16 13.6 17
7710133 TMC20-3 95 43 20 16.6 20 o
7710044 TMC25-4 124/002 4 88 30 25 134 18
7710045 TMC25-5 124/004 98 40 19 25
7710145 TMC25-5 25

5 110 52 24 30
7710245 TMC25-5LH
7710155 TMC32-5 120 58 32 31 37
7710156 TMC32-6B 6B 115 53 32 27 35

— TMC40-6B 135 63 40 38 46 *

- MCIREBIES%EP.5-6,

- LH RS EE AiB SR P38,

- RETIFET,ESHE [ TRIEERP.27~) IRNC REZH Thr
HESTERRER.

+ ThreadPro HIBR{Z KR ENE R "MNERHLE"

O=tEERFR *=1J84%rE O =Standard stock item 3 =Special order items

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

- For cautions of using LH Body : please refer to p.38

- To use in combination with a insert, please refer to the
“Tool Selection Guide by Screw Size” on p.27 ~ or utilize our
NC code generator software“ThreadPro” to automatically select
the best option available.

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

eadPro]

s



HY_PRO P gﬂ:iu HY-PRO P Multi-Point

HY-PRO P

PNTC 278
[ | TMLC)JMS(%?J . t’dﬁﬂ‘é) TMLC Body (1 insert- long type)

LU Jl
= 5
— - IITEIEESIISTE3EIISTEEIIIIISEIIL § 7):|jL §
=2
g 522
LF g
mg
SPEED =
|
P52 i P40~P.47
BEfz:mm Unit:mm
AmS B TNERIwS| 2K ETEN TR W2 MR EF
EDP No. Type Insert Size No. LF LU DCON DN DC Stock
7710343 TMLC25-3 3 125 25 25 18.6 22
7710345 TMLC25-5 s 150 92 25 24 30 o
7710355 TMLC32-5 160 98 32 31 37
7710366 TMLC42-6B 6B 200 80 42 45 53
O=trfEERER O =Standard stock item
- TRCHBBIES%P.5-6, - See p.5~6 for explanation of icons.
- ZEIIFE, ESR [ TEEERP.27~) IRNC REZAE ThreadPro| - To use in combination with a insert, please refer to the
MBI TENRER. “Tool Selection Guide by Screw Size” on p.27 ~ or utilize our
- ThreadPro RUERRFEBUSZIER "NBHE" NC code generator software“ThreadPro” to automatically select

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

B JIPNA9E R E = AR Precautions for using normal holder

EBIMAARGFRIIR, - The normal body is right-handed.

eI T A N EIEA, - The normal body can be used to mill both right and left-handed threads.
==

GER) (Note)

DHI@I‘E?}‘(E@%}RT, %iﬁﬁ"ﬂﬁ&@l‘fé /9"9&& To machine external screwthreads, tool must be selected as below :
9"&51-5" E"JBE«’ body outer dia.

internal screwthread outer dia.
(nominal dia.)

posid (50)

=15




HY_PRO P gﬂ:iu HY-PRO P Multi-Point

HY-PRO P

PNTC 278
-TMEC 7]12'5(27] . E?&%ﬁg) TM2C Body (2 inserts, high efficiency type)

SPEED
FEED

ps2 | (ki P.40~P.47

DCON

Bf7:mm  Unit:mm

BmS IR TNERIRS| 2K S £ Wz oMz 22
EDP No. Type Insert Size No. LF LU DCON DN DC Stock
7710532 TM2C20-2 2 85 20 20 144 17
7710543 TM2C25-3 3 100 43 25 225 26 O
7710555 TM2C32-5 5 120 45 32 36 42

.TMNCBM&(E?J . %&%‘Eﬁé}‘{ﬁﬁ) TMNCBody (1 insert

O=#tREEEFER O =Standard stock item

- for taper pipe threads)

Vo R —
) LU L LS
LF
SPEED
sl TN
P2 | (55 P.40~P.A47
gf7:mm  Unit:mm
BmS BIR 2K S £ 75N Wz oMz 222
EDP No. Type LF LU DCON LS DN DC Stock
7710723 TMNC16-3 90 22 16 48 125 15.5
7710823 TMNC16-3LH 80 22 16 48 125 15.5 o
7710733 TMNC20-3 85 23 20 50.9 15 19
7710833 TMNC20-3LH 85 23 20 50.9 15 19
- TMNC32-5
120 58 32 60.3 31 37 *
- TMNC32-5LH

- tRICHBRIE S EP.5-6,
- LH OB ER RiBES IR P38,
B [ TESkERP.27~) | RNC RI284 ThreadPro]

- RETIRRT BSH

NESTEGRER.

- ThreadPro HIBE{R BB R "INIEHLEE"

O=trEERFR *=1T84%~m

(O =Standard stock item 3k =Special order items

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

- For cautions of using LH Body : please refer to p.38
- To use in combination with a insert, please refer to the

“Tool Selection Guide by Screw Size” on p.27 ~ or utilize our
NC code generator software“ThreadPro” to automatically select
the best option available.

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



.E{# Parts

EERL RF
TIFRIHmE BRI Screw Wrench
Insert Size No. Tool Body Bams BE IREURNT e HmsS R
EDP No. Type Thread Size Overall Length EDP No. Type _
Six=] 7710902 SN2TM M2.6 X045 59 7808205 T8-D 7] %
TMLC25-3 ):'L -2
7710943 SN3T No.5-40UNC 9.5 2
3 TM2C25-3 7808207 T10-D % 2
LRSS 7710903 SN3TM No.5-40UNC 8 #U g-
4 B 7710904 SN4TM No.8-32UNC 10.7 7808209 T20-D =
TMC25-5 124/004 7710955 SA5TM M5 X 0.8 12.8
5 - 7808210 T25-D
EARLASMEY 7710905 SN5TM M5 Xx0.8 15
6B B 7710907 SM7T M7 X1 15 7808212 T30-T
KERKBEIEBETLER,  Overall Length includes screw head.
— ER71 R RA7IAEBRTEIER AR Precautions for selecting bodies for pipe inserts: _
BERTRBRFICS (H8H) &L FSHWERLUER, NPE—
FEEFIE RPIDS (S8H) KRS, IBERAKERH LH IZSHIIA. )\ BEIRTHTGSE,

- AT L FICSH—ERY, BERTIRESRE LH iICSHIJIR,
HREATIRIRRARR, R—TRFEEERPEESTIHER.
/\ /\

- 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.

—L H ZJ{EE9EEAIER R Precautions for using LH body

*LH T AEFRII, EINLREEEMmTLE.
BEIN TR R A IR,

- The LH body is left-handed. To mill threads, operate the main shaft in reverse. 0
- The LH body can be used to mill both right and left-handed threads.

— 18 JIARRYE R R A Precautions for using normal body A°
B BIRAEFRATIE, -
BEIN TR R AR, LH# BRI

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

GEE) (Note)
DHI@I‘E?}‘(E{]'I%}R'F, %iﬁﬁ"ﬂﬁi@l‘fé = 9#9&& To machine external screwthreads, tool must be selected as below :
9"&51-5" E"JBE«’ body outer dia.

internal screwthread outer dia.
(nominal dia.)

posid 58]

=15




Bﬁﬂﬂ%ﬁgﬁﬁiﬂ%—%ﬁ Description (Bore Type Body, Multi-Point)

.75-5

TMSH-D1|00-
|

FMA31I
|

D + DCX

ﬂ'ﬁ;Fﬁ?gﬁ" RS
nsert Size
FTIRRET) FMAZL NERI®WS| NERY | NENRESE
TNE|AK=E DCXRY: E¥sJJER Insert Size No. | InsertSize | Inscribed Circle
50125 "
Thread Milling ql)DCXsizes: FMA type 3 % 10 mm
Shell Type ® 50to 125 face mill arbor 5 54" 15.875mm
6B %"B 19.05 mm

HY_PRO P g%iﬂ HY-PRO P Multi-Point

HY-PRO P

PNTC S8

Type 1 Type 2

= =
KWW I
| | KWW
o DCON
—_ l-l DCSFMS
=1 = BN IN DCSFMS
ow WEzd 2 (15 P40~P47
.Bﬁﬂ (Bore Type) gf7:mm Unit:mm
BES R TNRRI®S| M2 2 2K TE | AR | REEERL | EF
EDP No. ‘ Description nertszeNo| Dox | BP | KWW peoy | de |DGRMS) = h |CBDP | t ZEFP | Type |ClampingBolt| Stock
7710891 | TMSH-D50-FMA25.4-3 3 50| 465 | 9.5 (254 20 |46.5 | 48 | 125 |26 6.3 6 1 M12
7710892 | TMSH-D63-FMA25.4-5 63| 57 4
5 9.5 (254 20 (548 | 48 | 125 |26 6.3 1 M12
7710893 | TMSH-D80-FMA25.4-5 80| 74 6 o
7710894 | TMSH-D80-FMA25.4-6B 6B 80| 72 9.5 [254 20 |548 | 48 | 125 |26 6.3 5 1 M12
7710895 | TMSH-D100-FMA31.75-5 s 100| 94 |12.7 |31.75 | 48 |73.8 | 48 — 1323 | 8 7 2 |MBA-M16
7710896 | TMSH-D125-FMA38.1-5 125119 |15.9 |38.1 60 (988 | 61 — |38 10 9 2 |MBA-M20

O=#rfEERFER O =Standard stock item

- See p.5 ~6 for explanation of icons.
- Please use with FMA type face mill arbor
- To use in combination with a insert, please refer to the

“Tool Selection Guide by Screw Size” on p.27 ~ or utilize our

NC code generator software“ThreadPro” to automatically select

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

- tRCIRBBIES%EP.5-6,

- BEA FMARE S I EE .

- RETIEN,ESR [ TREKERP.27~) | RNC HEZXH ThreadPro|
HEmTERRER.

- ThreadPro fYER{RSEEUEILIR "MERELA",

IEﬁZ Parts

% BER wF
TIERY%wE Screw Wrench

Insert Size No. [GlE BE IR RN i [GlE B

EDP No. Type Thread Size Overall Length EDP No. Type

3 7710903 SN3TM No.5-40UNC 8 7808207 T10-D

5 7710905 SN5TM M5 X0.8 15 7808210 T25-D

6B 7710907 SM7T M7 X1 15 7808212 T30-T

KR BIEIRETLER, Overall Length includes screw head.

© s



7]):|L PC-CTI E"J%Wiﬂ%—%i Description (Insert, Multi-Point)
_.';’o_ I 1.5 ISO TM 2

JRRY

FHi& DOTARETRRE

TR

Insert Size Applications Thread Type Insert
TRRIGS [IRR| TRREEEE (0) | | [Pomsr 150 | ABBR  hrends &7)
Insert Size No. | InsertSize | Inscribed Circle Internal thread Sty 028/+x | for 1 pieceinsert type
2 Va" 6.35 mm E 1R BSPT g%ﬁvsggtgipér pipe thread (*ﬁﬂ:) §
3 3" 10 mm External thread NPTF %ﬂ:gﬁgg\i}t;ﬁ 31y Thread Milling (applying to corse pitch thread) 5—,-
m é . National taper pipe thread for dry sealing .
4 Vs 127 mm %§§§% w qzﬁéiggy e BR27ER Jlg
5 5" 15.875mm EI for b;th Parallel pipe threads 2 for both 1 and 2 pieces ):|L %
6B 3"B 19.05 mm applications UN %ﬁ}??}rew threads nserttype A z
=
3]
e =
HY'PRO P gﬂ:ﬂ HY-PRO P Multi-Point
HY-PRO P
PC-CTI =78
.ﬁ%ﬂmﬁ&ﬁﬁﬂh" Inserts for Metric screw thread (internal)
Type 1 Type 2
Le Lo TIHHE HEIIE e
Tool Material Surface Treatment Features

T VAWWWA - =7 WWAWAVWA / - —HEE—ARN - ik
‘H@ \ @ B \ @ VBX TiCN %r ge}ﬁv:l steel and cast iron
- VTX TiAIN BRI

For stainless steel

Y-
}__

CARBIDE W ngy P35~P39
B :mm  Unit:mm
&R DERYRS | & Lo THRIEHIFE 2N IR Materia
Description Insert Size No. P No. of threads Type VBX VTX VK2
21 0.5 ISOTM2 0.5 10 20 1 7711082 * %
2I 0.75 ISOTM2 0.75 10.5 14 1 7711092 * %
2] 1.0 ISOTM2 1 10 10 1 7711102 * %
21 1.25 ISOTM2 2 1.25 8.75 7 1 7711112 * %
2] 1.5 ISOTM2 1.5 10.5 7 1 7711122 * %
2] 2.0 ISOTM 028/004 2 10 5 1 7711542 * %
31 0.5 ISOTM2 0.5 15 30 1 7711083 * %
31 0.75 ISOTM2 0.75 15 20 1 7711093 * %
31 1.0 ISOTM2 1 15 15 1 7711103 * *
31 1.25 ISOTM2 1.25 15 12 1 7711113 * *
31 1.5 ISOTM2 3 1.5 15 10 1 7711123 * *
31 1.75 ISOTM2 1.75 14 8 1 7711133 * *
3I 2.0 ISOTM2 2 14 7 1 7711143 * *
31 2.5 ISOTM 028/005 25 125 5 2 7711553 * %
- BXEREEER, B21IP4T, VBXHERDEEAO REERR). *=1T8R4E~R
- See p. 41 for precaution for use. Stock of VBK are categorized as O (Standard stock item). # =Special order items

[ NEXT )2

posid <0



HY_PRO P gﬂ:iu HY-PRO P Multi-Point

HY-PRO P

PC-CTI =78
.‘/L\\ﬁu WE&FHDH‘ Inserts for Metric screw thread (internal)
Type 1 Type 2
. Le Le TIRMR RERLEE 4
NN VA \ ________ B \ I Tool Material Surface Treatment Features
= 7 —7
. SIEERIN - B
w @ @ VBX TiCN For generaT steel and cast iron
- - . S HEREN
VTX TiAIN For stainTess steel
5-\\: VK2 I BREETRE
T W BOdy Carbide non-coated
PRI ! 28 P.35~P.39

m Bfz:mm Unit:mm

& THRIRS | g Lo [PIBEMFH R P Ml
Description Insert Size No. TP No.of threads |  Type VBX VTX VK2
41 2.5 ISOTM 028/006 25 17.5 7 2 7711554 * %
41 3.0 ISOTM 028/007 4 3 18 6 2 7711564 * %
5I 1.0 ISOTM2 1 26 26 1 7711105 * *
51 1.25 ISOTM2 1.25 25 20 1 7711115 * %
51 1.5 ISOTM2 1.5 255 17 1 7711125 * %
51 1.75 1SOTM2 1.75 245 14 1 7711135 * *
51 2.0 ISOTM2 2 24 12 1 7711145 * %
51 2.5 ISOTM2 25 25 10 1 7711155 * *
5I 3.0 ISOTM2 3 24 8 1 7711165 * %
51 3.0 ISOTM 028/009 > 3 24 8 1 7711565 * %
5I 3.5 ISOTM2 35 245 7 1 7711175 * %
5I 3.5 ISOTM 028/008 3.5 245 7 1 7711575 * %
51 40 ISOTM2 4 24 6 1 7711185 * %
51 40 ISOTM 028/010 4 24 6 1 7711585 * %
51 45 ISOTM2 45 225 5 1 7711195 * %
51 45 ISOTM 028/011 4.5 225 5 1 7711595 * *
6BI 1.5 ISOTM2 15 36 24 1 7715456 * *
6BI 2.0 ISOTM2 2 36 18 1 7715466 * %
6BI 3.0 ISOTM2 3 36 12 1 7715476 * *
6BI 4.0 ISOTM2 6B 4 32 8 1 7715486 * %
6BI 4.5 ISOTM2 4.5 315 7 1 7715496 * %
6BI 5.0 ISOTM2 5 30 6 1 7715506 * *
6BI 5.5 ISOTM2 5.5 33 6 1 7715516 * %
6BI 6.0 ISOTM2 6 30 5 1 7715526 * %
VBXHERFD XL RO REERR). *=1T8%E~m
Stock of VBK are categorized as O (Standard stock item). * =Special order items
’ TﬁiEiﬁH}?i%%%P.Sw 6. - See p.5 ~6 for explanation of icons.
- TR/ EEREN : TDRRYHRS2. 32518 - Order/packing unit : Insert Size No.2, 3=5 pieces
. . TIRRT4S4. 5, 6B=1# Insert Size No.4. 5. 6B =1 piece
| REETIAE, RS [ TRIEER(P.27~) IRNC etk ThreadPro) - To use in combination with bodys, please refer to the
ngﬂ]lam%ﬁ\%%° R “Tool Selection Guide by Screw Size” on p.27 ~ or utilize our
* ThreadPro RYBEEEEUBEES "MikiHLA" NC code generator software “ThreadPro” to automatically select

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

s



HY-PRO P

PC-CTI 278
.ﬁﬁumﬁﬁﬁﬁﬂﬁ Inserts for Metric screw thread (external)

AL o Le-" i Tﬁﬁ/\iﬂﬁl Surfﬁryfjﬁ%ent Fﬁis 5
“"@ O VBX TN e :
| - i Taw | g B
- ERaersE | B0
9%& o W ngy o353 VK2 7 Carbide non-coated | [l
Bfiz:mm  Unit:mm
& TARIRS i Le THKIARIFE PR Material
Description Insert Size No. I No. of threads VBX VTX VK2
2E 0.75 ISOTM2 0.75 10.5 14 7712092 * *
2E 1.0 ISOTM2 1 10 10 7712102 * *
2E 1.25 ISOTM2 2 1.25 10 8 7712112 * *
2E 1.5 ISOTM2 1.5 9 6 7712122 * *
3E 0.75 ISOTM2 0.75 15 20 7712093 * *
3E 1.0 ISOTM2 1 14 14 7712103 * *
3E 1.25 ISOTM2 1.25 15 12 7712113 * *
3E 1.5 ISOTM2 3 1.5 15 10 7712123 * *
3E 175 ISOTM2 1.75 14 8 7712133 * *
3E 2.0 ISOTM2 2 14 7 7712143 * *
5E 1.0 ISOTM2 1 26 26 7712105 * *
5E 1.25 ISOTM2 1.25 25 20 7712115 * *
5 1.5 ISOTM2 15 255 17 7712125 * *
5E 175 ISOTM2 1.75 24.5 14 7712135 * *
5E 2.0 ISOTM2 2 24 12 7712145 * *
5 2.5 ISOTM2 > 25 25 10 7712155 * *
5 3.0 ISOTM2 3 24 8 7712165 * *
5 3.5 ISOTM2 35 245 7 7712175 * *
5E 4.0 ISOTM2 4 24 6 7712185 * *
5E 45 ISOTM2 4.5 225 5 7712195 * *
6BE 1.5 ISOTM2 15 36 24 7716456 * *
6BE 2.0 ISOTM2 2 36 18 7716466 * *
6BE 3.0 ISOTM2 3 36 12 7716476 * *
6BE 4.0 ISOTM2 4 32 8 7716486 * *
6BE 4.5 ISOTM2 o 4.5 315 7 7716496 * *
6BE 5.0 ISOTM2 5 30 6 7716506 * *
6BE 5.5 ISOTM2 55 33 6 7716516 * *
6BE 6.0 ISOTM2 6 30 5 7716526 * *
- BXEREEEINESHE P41, VBXHIEEHRENO GREEFm) . *=1T8RE R
- See p. 41 for precaution for use. Stock of VBK are categorized as O (Standard stock item). * =Special order items

pocid ®



HY_PRO P gﬂ:iu HY-PRO P Multi-Point

HY-PRO P

.Slzﬁﬁ‘!’%i)'{}fﬁﬂ)#(mﬁéf{ Qbﬁﬁiﬁﬁﬁ) Inserts for straight pipe threads (internal & external)

PC-CTI ZF8
‘ o Le
—_———t . - \ —-— J— = |-
T3 | nmmm
= g T el BOAY
mis N shEs TN 208 P.35~P.39

W THEX Rp (PS) - G (PF)

TIR#R RELIE LRI

Tool Material Surface Treatment Features
VBX TiCN  |F RECER e
VTX TIAIN | FoRERE
VK2 % T

B{7:mm  Unit:mm

TR TERIHS| T Lo | DKBIFR BRI EFRR AR Materil
Description Insert Size No. TPI No. of threads Tool body Screw thread size VBX VTX VK2
2EI 19 W TM2 19 9.36 7 3" 7713542 * *
2 TMC12-2, TMC20-2

2EI 14 W TM2 14 9.07 5 " " 7713572 * *

3EI 14WTM2 3 14 14.51 8 TMC16-3, TMC20-3 34", 78" 7713573 * *

3EI 11 WTM2 11 13.85 6 | TMC16-3, TMC20-3 1, 1-V&" 7713593 * *
TMC25-5 1-Va" | 1-%"1-%%"

5EI 11 WTM2 5 11 23.09 10 [ e 7713595 * *
TMC32-5 - 2"

WERHEEREATI R (RIRN- FMRSUER)

A: -
= = N il Body
mes B sMEs TN 08 P.35~P.39

HR (PT) - Rc (PT)

VBXHIEFDREAO GRERRFR). *=1T84%Er R

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

Inserts for Taper pipe threads (internal & external)

B :mm  Unit:mm

&R TRARSHS| F | | | osEE SERTI TEFRREE PR Materil
Description Insert Size No. TPI No. of threads Tool body Screw thread size VBX VTX VK2

2ET 19 BSPTTM2 2 19 9.36 7 TMC20-2, TMC20-2LH 38" 7713042 * *
TMNC16-3, TMNC16-3LH V2", 3/a"

3EI 14 BSPTTM2 14 | 14.51 8 7713073 * *

3 TMNC20-3, TMNC20-3LH 3/a"
TMNC16-3, TMNC16-3LH
! n _1 n _1 n

3EI 11 BSPTTM2 11 |13.85 6 TMNC20-3, TMNC20-3LH 1514 1-%" | 7713093 * *
TMC25-5 124/004 14" ~ 4"
TMC25-5, TMC25-5LH, TMLC25-5 1-Ya" ~

5EI 11 BSPTTM2 5 11 123.09| 10 | TMC32-5, TMLC32-5 o0 7713095 * %
TMNC32-5, TMNC32-5LH
TM2C32-5 2-A" ~

- EEFRED NI,
- BXEREEEIEES P44,
- BEKELCAERENER T, AR ERASIMIERRIER.

VBXHIEFSH K2 RO FREFRFR) .

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

* = 1JERAFER

- Blue characteres are special order items.
- See p.44 for precaution for use.
- When tapping length is shorter than Le, other options for holder +

insert combination may be possible.

s




. NPT BEf7:mm Unit:mm

IR TARIRS| F& | |, KW SERTI B Pl e ]
Description Insert Size No. TPI No. of threads Tool body Screw thread size VBX VTX VK2

TMNC16-3, TMNC16-3LH ”"

3EI 14NPT TM2 3 14 14.51 8 7713163 * *
TMNC16-3 124/001 34"
TMNC16-3, TMNC16-3LH

3EI 11.5 NPT TM2 3 11.5 | 13.25 6 TMNC20-3,TMNC20-3LH 1"~2" | 7713183 * *

5

TMC25-5 124/004 o ik
TMC25-5, TMC25-5LH,TMLC25-5 = ol
TMC25-5 124/004 o
TMC25-5, TMC25-5LHTMLC255 |, . s
TMC32-5, TMLC32-5 Ala

5EI 11.5 NPT TM2 5 115 | 243 11 TMNC32-5, TMNC32-5LH 7713285 * * ='=§
TMC25-5 124/004
TMC25-5, TMC25-5LH,TMLC25-5 5
TM2C32-5,TM(C32-5, TMLC32-5
TMNC32-5, TMNC32-5LH
TMC25-5 124/004 1aman

5EI 8 NPT TM2 5 8 22.23 7 TMNC32-5, TMNC32-5LH 2-4"3" | 7713305 * *

VBXWIEGFESRL RO GREERR). *=1JH4EFR  Stock of VBK are categorized as O (Standard stock item). # =Special order items

ENPTF
&R TRARI®S| F& | |, K ERTI BN I e ]
Description Insert Size No. TPI No. of threads Tool body Screw thread size VBX VTX VK2
TMNC16-3, TMNC16-3LH n"
3EI 14 NPTFTM2 14 14.51 8 7713173 * *
3 TMNC16-3, TMNC16-3LH | %
3EI 11.5 NPTF TM2 115 1325 6 | TMNC20-3, TMNC20-3LH | qn~p" | 7713193 | = *
TMC255, TMC25-SLH,TMLC2SS |,
5EI 11.5 NPTF TM2 115 | 243 | 11 | TMC25-5124/004 7713295 % *
> TMC32-5, TMLC32-5 2"
5EI 8 NPTFTM2 8 22.23 7 TMNC32-5, TMNC32-5LH | 2-%"3" | 7713315 * *
VBXWEFHELHNO FREEFR). *=1T8%EFm
Stock of VBK are categorized as O (Standard stock item). * =Special order items
- tRICIRBRIE S %P.5-6, - See p.5 ~6 for explanation of icons.
- BEFRED PEITHI=R. - Blue characteres are special order items.
- LHMER AR RIESER P38, - For the LH Body : see p.38
TR/ BERN : TJTRRIHS2. 3=51% - Order/packing unit : Insert Size No.2, 3=5 pieces
TIRRIEHmS5=11¢ Insert Size No.5=1 piece
+ ThreadPro BYBRIR K BUEEIR "ML - Please select “multi-feed” for the path type in ThreadPro.
.BJ#*ZE—'I,TTV: Type of Inserts
7 R Material ‘ 4% /5 Features
M %—?ﬁﬁ—ﬁﬁ’iﬂ - §55% For general steel and cast iron
- ERESBHAIF +TICN IRE
VBX Ultra-fine grain carbide and TiCN coating
* TR IR M RAVI R
Material with excellent chipping and wear resistance
%_}EﬁZ:%%ﬂE For stainless steel
RS EEHRF +TIAINGRE
VTX Ultra-fine grain carbide and TiAIN coating
* TR RARMEAIM BRI RASHA R
Material with excellent chipping and wear resistance
ot e y RS ETTARE carbide non-coated
O VK2 EARASSIHASR, TN, SKASNIT
\ 4 For non-ferrous metals such as aluminum, heat-resistance alloy and
e = titanium alloy




HY_PRO P gﬂ:iu HY-PRO P Multi-Point

HY-PRO P

PC-CTI =738
MEHIPIRSIATI A Inserts for Unified screw thread (internal)
Le
SR TIRHMR RERLEE HFR
V“—{( Tool Material Surface Treatment Features
0 ; FHEERIN - BH%
@ VBX TiCN For generaT steel and cast iron
. S HEREN
VTX TiAIN For stainTess steel
=N BERESTRE
A’-\ VK2 75 Carbf;.is1 non-coated
Sl CARBIE o Body
PRI , 28 P.35~P.39
B :mm  Unit:mm
BFR TRRI®mS FE Le KB 28 4R Material
Description Insert Size No. TPI No. of threads VBX VTX VK2
21 48 UNTM2 48 10.05 19 7711202 * *
2l 40 UN TM2 40 10.16 16 7711212 * *
2l 32 UNTM2 32 10.32 13 7711222 * *
2] 28 UN TM2 28 9.98 11 7711232 * *
21 27 UNTM2 5 27 10.35 11 7711242 * *
2l 24 UN TM2 24 9.53 9 7711252 * *
2 20 UNTM2 20 10.16 8 7711262 * *
2l 18 UN TM2 18 9.88 7 7711272 * *
2l 16 UNTM2 16 9.53 6 7711282 * *
2l 14 UN TM2 14 9.07 5 7711292 * *
31 40 UN TM2 40 14.61 23 7711193 * *
31 32 UN TM2 32 15.08 19 7711203 * *
31 28 UNTM2 28 14.51 16 7711213 * *
31 27 UN TM2 27 14.11 15 7711223 * *
31 24 UNTM2 24 14.82 14 7711233 * *
31 20 UN TM2 3 20 13.97 11 7711243 * *
31 18 UNTM2 18 14.11 10 7711253 * *
3 16 UN TM2 16 14.29 9 7711263 * *
3 14 UNTM2 14 14.51 8 7711273 * *
3 13 UN TM2 13 13.68 7 7711283 * *
3 12 UNTM2 12 14.82 7 7711293 * *
31 11.5 UNTM2 11.5 13.25 6 7711303 * *
VBXWEFHELHNO FREEFR). *=1TREF R
Stock of VBK are categorized as O (Standard stock item). * =Special order items
- tRiciBBIES % P.5-6, - See p.5 ~6 for explanation of icons.
- UR/EERN  JTRRIRS2. 3=51 - Order/packing unit:Insert Size No.2, 3=5 pieces
- RETIRE, B TESER(P.27~) | R NC 2% ThreadPro] - To use in combination with bodys, please refer to the
NESTERRER, “Tool Selection Guide by Screw Size” on p.27 ~ or utilize our
- ThreadPro BIERRSERUEEIR "MIEIHLS" NC code generator software “ThreadPro” to automatically select

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

[ NEXT )2

s
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o
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o
=

m BA{7:mm  Unit:mm

BFR TERI®RS FEL Le TH<BIRTF 2] R Material
Description Insert Size No. TPI No. of threads VBX VTX VK2

51 24 UNTM2 24 254 24 7711235 * *

51 20 UN TM2 20 25.4 20 7711245 * %

51 18 UNTM2 18 254 18 7711255 * *

51 16 UN TM2 16 254 16 7711265 * %

51 14 UNTM2 14 254 14 7711275 * *

51 13 UN TM2 13 254 13 7711285 * *

51 12 UNTM2 s 12 254 12 7711295 * *

51 11.5 UNTM2 11.5 243 11 7711315 * %

5 11 UNTM2 11 254 11 7711325 * *

51 10 UN TM2 10 254 10 7711335 * *

51 9 UNTM2 9 22.58 8 7711345 * %

51 8 UN TM2 8 22.23 7 7711305 * *

51 7 UNTM2 7 254 7 7711355 * *

51 6 UN TM2 6 254 6 7711365 * *

6BI 6 UNTM2 6 33.87 8 7715606 * *

6BI 5 UN TM2 oB 5 30.48 6 7715616 * %

6BI 4.5 UNTM2 45 33.87 6 7715626 * %

6BI 4 UN TM2 4 31.75 5 7715636 * %

VBXHEFDEREANO FRNEERR). *=1JREFR
Stock of VBK are categorized as O (Standard stock item). * =Special order items
- TRCHBBIES%P.5-6, - See p.5 ~6 for explanation of icons.
- JR/BERN  JRRIwSS5. 6B=111 - Order/packing unit:Insert Size No.5. 6B =1 piece
- RETIRRT, B TEEBER (P.27~) | RNC 424 ThreadPro] - To use in combination with bodys, please refer to the
NESNILERRER, “Tool Selection Guide by Screw Size” on p.27 ~ or utilize our

- ThreadPro HYBRRSRENS IR "L, NC code generator software “ThreadPro” to automatically select

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



HY_PRO P gﬂ:ﬂ HY-PRO P Multi-Point

HY-PRO P

PC-CTI =78
.%fﬁ']@l‘ﬁi&ﬁﬁ]]h" Inserts for Unified screw thread (external)

Le
! --
d o vex | T |Ene e
VX TAIN | el
—— ve | ® | AR
SNEEL Tiv 250 P.35~P.39
BAf7:mm  Unit:mm
TARIHS FH Le THRIEHIF A PR Matera
Description Insert Size No. TPI No. of threads VBX VTX VK2

2E 28 UNTM2 28 9.98 11 7712202 * *

2E 24 UNTM2 24 9.53 9 7712212 * *

2E 20 UNTM2 20 10.16 8 7712222 * *

2E 18 UNTM2 2 18 9.88 7 7712232 * *

2E 16 UNTM2 16 9.53 6 7712242 * *

2E 14 UNTM2 14 9.07 5 7712252 * *

3E 28 UNTM2 28 14.51 16 7712203 * *

3E 27 UNTM2 27 14.11 15 7712213 * *

3E 24 UNTM2 24 14.82 14 7712223 * *

3E 20 UNTM2 20 13.97 11 7712233 * *

3E 18 UNTM2 3 18 14.11 10 7712243 * *

3E 16 UNTM2 16 1429 7712253 * *

3E 14 UNTM2 14 14.51 7712263 * *

3E 13 UNTM2 13 13.68 7 7712273 * *

3E 12 UNTM2 12 14.82 7 7712283 * *

5E 24 UNTM2 24 25.4 24 7712205 * *

5E 20 UNTM2 20 25.4 20 7712215 * *

5E 18 UNTM2 18 25.4 18 7712225 * *

5E 16 UNTM2 16 254 16 7712235 * *

5E 14 UNTM2 14 25.4 14 7712245 * *

5E 13 UNTM2 13 25.4 13 7712255 * *

5E 12 UNTM2 5 12 25.4 12 7712265 * *

5E 11 UNTM2 11 25.4 11 7712275 * *

5E 10 UNTM2 10 22.86 9 7712285 * *

56 9 UNTM2 9 22.58 8 7712295 * *

5E 8 UNTM2 8 2223 7 7712305 * *

5E 7 UNTM2 7 21.77 6 7712315 * *

56 6 UNTM2 6 2117 5 7712325 * *
- HEXEREEED, 5508 P46, VBXHIEFDREAO REERFR). *=1T84%m

- See p.46 for precaution for use.

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

s




Eﬁﬁ!ﬂ%ﬂ’ﬂ%ﬂiﬁ%—'ﬁﬁ Description (Straight Shank Body, Single Point)
TM4SC 25C31-115-2U

_I_ _I_
AEEIRRY
Insert Size

NARIES |  TRRY ThREREER

R

Shank Shape

RES B

Shape Type Qil hole

TR

PO : -
B 5 |t MM

IRg g 8A

=11
C | Straight Shank

BHI‘& Insert SizeNo. | Insert Size | Inscribed Circle 5
Thread [N (&HC. ) e 2U %'y 6.35mm 78
Milling (£834S, ) Allsizesare with (£8HC. ) L 3U %"U 10 mm s 5
All sizes are oillicle All sizes are MY
listed as S listed as C A% =]
s
HY_PRO P Egﬂ HY-PRO P Single Point
HY-PRO P
PNTC 5278
- B : . =
ﬁ O ;,::—:::::::—:::::::E:::::::—:::::::E:::: Q
L LU(Max) La(Min)
LF
o
— B
FEED
28 P52 (i) P50
.Eﬂ:ﬂﬁs( Em) Single point body (Straight Shank) {7 :mm  Unit:mm
BRS ‘ B TNERYRS| £K BANIEK | FHOMNE |RMBRKE| W& oMz ¥ | 7
EDP No. Description Insert Size No. LF LU Le Ls DCON DC ZEFP | Stock
7710871 | TM2SC 18C23- 86-2U 166 86 20 18 233 2
7710872 | TM3SC 20C26-105-2U 2U 186 105 54 20 26 3 o
7710873 | TM4SC 25C31-115-2U 196 115 46 25 31 4
7710874 | TM3SC 28C36-144-3U 3U 222 144 8 60 28 36.5 3
O=%rEEFER O =Standard stock item
- tRICBBIE S EP.5-6, - See p.5 ~6 for explanation of icons.
- BF IR AMIRNER. - Single point body is only for milling internal threads.
- BANIKE, R—REMZETHSEE. - The maximum milling length is a reference value for general use.
- MNBEBRKEANSEE. BRAERNDENSIMERKE. + The minimum holding length is a reference value. The minimum
- RETFRT,BESE [ TRIBERP.27~) | RNC fHiEZ4 ThreadPro] holding length of the tooling to be used takes precedence.
NEmTENRER. - To use in combination with a insert, please refer to the

“Tool Selection Guide by Screw Size” on p.27 ~ or utilize our
NC code generator software“ThreadPro” to automatically select
the best option available.

lg{#(ﬁ*ﬁﬂ) Parts (Straight Shank)

% H[ERLL RF
TRERI®wS Screw Wrench
Insert Size No. B BE WY R~T e BmS alls
EDP No. Type Thread Size Overall Length EDP No. Type
2U 7710942 SN2T M2.6X0.45 6.5 7808205 T8-D
3U 7710973 SA3T No.5-40UNC 12 7808207 T10-D

XK EIFEIEETLER, Overall Length includes screw head.

posid ®



TEB TR ETR

CE—

> \AEE Description (Bore Type Body, Single Point)

TM6SC D56-22-3U
—1 T

RELS B D+4N2 AERNART
Shape Type Qil hole D+DC Insert Size
L c| B DCRY /3 DCONRY TNARY®S | TARY TRAEEER
S | Single point Internal Coolant 942,48, 56 16,22 Insert Size No. | Insert Size | Inscribed Circle
(£HHC. ) DCsizes: DCON sizes: 3U %'V 10mm
Thread (2EPAS, ) Allsizesarewith 42, 48,56 916,22
Milling All sizes are Cilbcls
listedas S
HY' P RO P %E:iu HY-PRO P Single Point
HY-PRO P o
PNTC E?ﬁ!
|
J*‘: /\ : b Q >
\ N T %
— |0 )’ E
[m] t
m H |
e : |
KWW
DCON
AN
P52 5 P50 DCSFEMS
.Eﬂzﬂﬁs(ﬂﬁi) Single point body (Bore Type) A7 :mm  Unit:mm
ElE = DERYwS | M2 =z 2K FHONE | DH | RERERY | B
p nsertSzeNo, | DC | KWW | SEGN |DCSFMS| S | CBDP |t Le | ZEFP | ClampingBolt |Stock
- TM4SC D42-16-3U 42 84 | 16 34 196 | 5.6 4 |M 8X1.25
%
- TM5SC D48-22-3U 3U 48 40 40 8 5
104 | 22 211 | 6.3 M10X1.5
7710881 | TM6SC D56-22-3U 56 48 6 O

- tRICIRBAIES%EP.5-6,

- BTN AR ER.

: %EE‘S FMH ””Ef%ﬂ%ﬁﬁﬁﬁ
E R, iE

E’JEZJJIEL REER

IE#F(]JE&”) Parts (Bore Type)

EEIIE;JE%(P 27~) | R NC fmi2i{H ThreadPro]

O=tREERFm *=1J8%m

- See p.5 ~6 for explanation of icons.
- Single point body is only for milling internal threads.

- Please use with FMH type face mill arbor.
- To use in combination with a insert, please refer to the

(O =Standard stock item * =Special order items

“Tool Selection Guide by Screw Size” on p.27 ~ or utilize our
NC code generator software “ThreadPro” to automatically select
the best option available.

% HERE RF
TRRI%wS Screw Wrench
Insert Size No. BRS Fidi=1 1B R~ < 3K ) =S
EDP No. Type Thread Size Overall Length EDP No. Type
3U 7710943 SN3T No.5-40UNC 9.5 7808207 T10-D

KK BIEIRETLER, Overall Length includes screw head.

s




7]):|L PC-CTI E"J%Wiﬂ%—%ﬁ% Description (Insert, Single Point)

2UIDB60 T|M
I

ERYT
Insert Size

EFRE

ISR
Applicable thread types

B Pitch and T.P.l. ROIBLL
TRRIRE | ORRY | JRAEEER o ERRE | BRR Ty 76/ JHISS
Insert Size No. Insert Size Inscribed Circle Internal Pitch T.P.I 60 |Metric Thread
2U "U 6.35mm thread DB | 1.5-2 16-12 Unified Screw Thread Milling
3U %"U 10 mm DC | 254 10- 6
DE | 2.5-35 10- 7
DH| 4 -6 6- 4

[EEREY ) s
[IW Pe31y] 3|qexapu

HY' P RO P Eg:ﬂ HY-PRO P Single Point

HY-PRO P

PC-CTI 278

FHi& Application

TIEHE RERLE _ Aas.
Insert Mat)e\erial T?el;q;i?\t GeEQeEI Eé:lé%{#ﬁﬁ
Application A!uminum Alloy- _
CARBIDE _ Body Aluminum Alloy Casting
TN (Y P.48~P.49 © S
.Qﬁumﬂ;&ﬁﬁ . %ﬁﬂp@!@é}‘(ﬁﬁﬂh" Inserts for Metric and Unified screw thread (internal) g7 :mm  Unit:mm
B TERI RS 1BEFIRLY Applicable Thread L B &R iz
EDP No. Description Insert Size No. 4285 TP FE TP RE Tool Material| ~ Stock
7716551 2UIDB60TM 1.5~ 2 16~ 12 0.06
2U 11 VBX

7716552 2UIDC60 TM 25~ 4 10~ 6 0.14

7716553 3UIDB60TM 15~ 2 16~ 12 0.06 O

7716554 3UIDE60 TM 3U 25~ 35 10~ 7 16 0.14 VBX

7716555 3UIDH60 TM 4 ~6 6~ 4 0.25

O=#tnEEERFERE O =Standard stock item
- TRICIRBBIE S %&P.5-6, - See p.5 ~6 for explanation of icons.
- ITER /BRI =51 - Order/packing unit =5 pieces
- RETIERT, BSE TEBER(P.27~) | ENC HEZ4 ThreadPro] - To use in combination with bodys, please refer to the
NEMNTERRER, “Tool Selection Guide by Screw Size” on p.27 ~ or utilize our

- BEEER=NEA. NC code generator software“ThreadPro” to automatically select

the best option available.
- Three corners per side can be used.



tJJ \éu %#E)E% Cutting Conditions

AT-1 WH-VM-PNC s1~1.4M1~1.8 " WH-VM-PNC = gT7a; Iy A1

M2~5,No.8
JRTHE DA Y e | AR reed (i) A N i | s

Cutting Speed Feed Cutting Speed = = Cutting Speed Feed Cutting Speed Feed
(m/min) (mm/t) (m/min) |DC=00.72 Bgzg?gg BE:%}% (m/min) (mm/t) (m/min) (mm/t)

L th
fic B = 3 .5}\ w ~C0.25% 80~160 (0.01~0.05 | 60~ 90 0.02 0.03 0.05 60~ 90 |0.02~0.08 | 80 ~120 [0.04 ~0.1
Low Carbon Steel - Mild Steel

i . kxR W €0.25%~0.45%| 80~160 |0.01~0.05 | 60~ 90 0.02 0.03 0.05 60~ 90 |0.02~0.08 | 80 ~120 [0.04 ~0.1
Medium Carbon Steel

: L C0.45%~ 80~160 |0.01~0.05 | 60~ 90 0.02 0.03 0.05 60~ 90 |0.02~0.08 | 80 ~120 |0.04 ~0.1
High Carbon Steel

£ i SCM 60~120 (0.01~0.05 — = = = 30~ 60 |0.01~0.03 | 80 ~120 |0.02~0.08
Alloy Steel
25~45HRC | 80~200 |0.01~0.05 - - - - 30~ 60 [0.01~0.03 | 60 ~100 |0.02~0.08
R X . _ _ _ — — _ - - — _
Hardened Steel 45~50HRC 30~ 60 |0.01~0.03
50~60HRC - - - - - - 30~ 601 0.01~0.02 - -
23 SUS304 - - - - - ~ -
Stainless Steel SUS420 60~120 (0.01~0.05 | 60~ 90 0.02 0.03 0.05 60~ 90 |0.02~0.08 | 40 ~ 80 |0.02 ~0.06
B
Tool Steel SKD
SC 60~120 (0.01~0.05 | 40~ 60 0.02 0.03 0.05 40~ 60 |0.02~0.09 | 40 ~ 65 |0.02~0.09
Cast Steel
i Cast Iron FC 80~160 (0.01~0.05 | 40~ 60 0.02 0.03 0.05 50~100 |0.03~0.1 50 ~100 |0.03~0.1
23 % %% FCD 60~120 (0.01~0.05 | 40~ 60 0.02 0.03 0.05 50~ 70 |0.03~0.1 50 ~ 65 |0.03~0.1
Ductile Cast Iron
i Cu 80~160 (0.03~0.1 - - - - - - - -
Copper
(i Bs 80~160 (0.03~0.1 - - - - - - - -
Brass
i %: BsC 80~160 (0.03~0.1 60~100 0.04 0.06 0.08 50~100 |0.02~0.06 - -
Brass Casting
] PB 80~160 (0.03~0.1 — = = = 50~100 |0.02~0.06 = =
Bronze
T B A S
=5 U7 a1 Al 80~160 (0.03~0.1 70~100 0.04 0.06 0.08 50~100 |0.02~0.06 - -

Aluminum Rolled Steel

o o
f = £ & , # AC,ADC |100~300 |0.05~0.2 | 70~100 0.04 0.06 0.08 50~100 |0.02~0.06 - -
Aluminum Alloy Casting

PN
= - £ % # MC 100~300 |0.05~0.2 | 70~100 0.04 0.06 0.08 50~100 |0.02~0.06 — -
Magnesium Alloy Casting

A
%‘é, 8 & % i ZDC 100~300 |0.05~0.2 | 70~100 0.04 0.06 0.08 50~100 |0.02~0.06 - -
Zinc Alloy Casting

PN
N s £ Ti-6Al-4V - - 20~ 40 0.01 0.02 0.03 20~ 60 |0.01~0.03 - -
Titanium Alloy
PN
i® g g8 Inconel = = = = = = 20~ 60 [0.01~0.03 = =
Nickel Alloy
R ‘,E e *"’ - 80~160 |0.03~0.1 50~100 0.04 0.06 0.08 50~100 |0.02~0.06 | 65 ~130 |0.03~0.13
Thermo Setting Plastic
e B 1E BN - 80~160 |0.03~0.1 50~100 0.04 0.06 0.08 50~100 |0.02~0.06 | 65 ~130 |0.03 ~0.13

Thermo Plastic

E&%’E}j E@]i&gﬁiﬁi‘fgﬁﬁ Formula for calculating the feed rate of thread mill

INTRBSFIIMRNBIEMDEIRER T, FERELEIHERERURY, LHET]

3

fzxzxnX(Dm=zDC) ) EhOSAEE, B SMRSEIMMABSIIENNRSARERRN. E0E RN
Vi= Dm (mm/min) HIETIE#HSERENARN, HhE858&H#EREERNIREAR.
vi CHEHEERE (mm/min) z 7

R . f‘”'"be’ el For the arc cutting process of machining external and internal threads, the feed rate at the tool center
Dm :}ggﬁ%ﬁ (mm) fz : %E&;%QR% (mm/t) can be obtained by multiplying the linear cut feed rate with a coefficient. The formulas for calculating
DC 'JJEE?;" (mm) n B (min) coefficients vary between external and internal thread cutting. The formula listed left are for calculating

“TooiDia " Speed the tool feed rate during arc-cutting, including calculating the coefficients to be used for multiplication

s . o with the linear-cut feed rate.
B [ Gl
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WX-PNC OT-SFT-PNGT OT-PNGT PNGT HY-PRO P £5 %) HY-PROP 22l
oo Al THEE ReR Rl el THEE  ReE W S Sl THEE  HaR
(m/min) (mm/t) (m/min) (mm/t) (m/min) (mm/t) (m/min) (mm/t) (m/min) (mm/t) (m/min) (mm/t)
50~ 75 |0.01~0.11| 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
- - 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
— — 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
- - 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
— — - - 15~ 30 [0.01~0.03 | 10~ 15 |0.01~0.05 — - 70~110 |0.16~0.24
- - 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
— — —_ — — —_ — - - - 70~110 |0.16~0.24
40~ 65 |0.02~0.09| 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
50~100 |0.03~0.1 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
50~ 65 [0.03~0.1 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
65~130 |0.03~0.1 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
65~130 [0.03~0.1 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 |06 ~0.9
65~130 {0.03~0.1 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 |06 ~0.9
65~130 [0.03~0.1 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
50~ 70 [0.03~0.1 50~ 70 |0.03~0.1 40 ~ 55 |0.02~0.08 | 40~ 55 |0.02~0.08 | 100~250 (0.1 ~04 |100~180 |0.5 ~0.75
65~130 [0.03~0.1 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
65~130 |0.03 ~0.1 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
65~130 [0.03~0.1 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
20~ 60 |0.02~0.06 - - - - - - - - - -
20~ 60 |0.01~0.03 = = = = = = = = = =
65~130 [0.03~0.13| 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
65~130 [0.03~0.13| 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

1. IR R ERE R TR TIEEA.,
2. I LB ST FKE IR,
3. ISIRIETARIRINE, HLi, RERIRIEE S BRI,

4 BUKETK, NIXAERANERT, BAERINHEE, 5
S MEMTTTARKRERS, BT RBIIR, HBfzero cut(BIMT),
IR

EDN

6. 4HY-PRO PARIIITIRAIR, JIRBETHIAR, BEEEAMEL]
DEREEERS0%LIT, \
7. AT-U T RER SR EM. BATEETER, 1, EFE—K
IT75%, S REHTHEI L,

K1 FERIRESINTI IR,
B3 2RA EH#TINT.

%2 EAR

&

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%.

7. 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.

%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.
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7..”] I%&;E Cutting Data

One Revolution 8415:7] P.55

One Pass Thread Mill

for Small Diameter

for Steels

< LN PR T P.60

for Steels with Internal Coolant Supply

IEERTIRE € RIELERT] P.61

for Nonferrous Metal and Heat-Resistant Alloy

BRE S EARIRN ] P.62

for General Purpose, Solid Carbide Spiral-Fluted Type

for General Purpose, Solid Carbide Type

for HSS

Super-Planet Cutter for Multifunction Milling

HY-PRO P P.64

for HY-PRO P

D

suoiypuo) buniny

o ¥ R &

%%ﬁ S References
TARBRLEAT]? /B G TIRIERAE

What is a thread mill? / How to use a thread mill properly

E AR R TIRM A

Advantages of using thread mills

ERRAFNNESR

Proper Usage of Coolant

R TIINT Q&A

FAQ about Thread Milling

ﬁ HJJ I E Supporting Tools

ThreadPro

RPRG
DCT75

DCT75 KR I

DCT75 Specification

DCT mRRI %

DCT Specification




INTEWE cuingoute

.Eﬁﬁﬁiﬁi-l_ﬁgﬁt,n Effects of left-hand helix

Eﬁﬁlﬁ AT-1 | ’JDI?‘JJHEEI{JWEQEP?JZ: H%Xﬂtb Comparison of differences in internal thread pitch diameter at initial cutting stage
Tool ©7.7x22 P1 4F Bfi :mm  Unit:mm
D47 FLOMR R JRERRLS R iR RE

Work Material SCM440 (30HRC) Hole Entry . Inﬁer Hole Are;: Dia. D:;ference
I . . N
AL 100m/min (4,136min") HEIEHE | 40.120~+0.140 | +0.040~+0060 | 0.060~0.100
;:L;;EE’EJE = 380mm/min (0.1mm/t)

R +0.120 ~ +0.140 | +0.120 ~ +0.140 0 ~ 0.020
mﬁ%ﬁﬁmgad Size M10xTmm N N N

- B ERIGNGE | ERMSEEIRSEN
Ejﬁlh}gl?size @9%18mm (EZEg)h Pitch diameter measurement method : Step gauge iiE',ZO/pm LI
1=
P\]ﬂ;ﬂﬁfs Handles pitch diameter differences of
Threading zngth 15mm ADjmnaris,
JJMEIZET:T% Method IREEINTUR
achining Metho Climb milling 1-Pass
INTAaRey shiRA03EL (BIZR
’C}Jﬁﬂiﬂiﬁﬂ 7J<7§T$tﬂﬁﬂiﬂlﬁﬂ (mm) Changes in pitch diameter:vlv:ith tii(rend(ered imag)e)
Coolant Water-Soluble 0.14
FEFRHA NI (BT30 . .
Machine l\fej:'(ical Machining(Center) 0.12 . Em?ﬁﬁffgiﬁil Eﬂ%ﬁ';ﬂgﬁﬁ —
Right Hand Helix Left Hand Helix

- EARNEET) B L O SRR PR RER N,

pitch dia. NS48
o
o
G0
|

ORI LA, AR TIRALT) 006
g, BRBXINLI, SMTIERKAINTI S, 008
* The left-hand helix’s small pitch diameter difference '
between the hole entry and inner hole allows a 0.02
delay in gauge-out failure. Moreover, longer tool life
can be achieved with “zero cutting” for correcting 0
bending being eliminated. 1 100 200 300 400 500 600 700 800 900 1,000
INTFE

Number of processed thread holes

. Eg iAS %Eﬂg{jﬁ}ﬁ Effects of EgiAs coating

ﬁﬁaIE AT-1 [ | MIZOOORE Cutting edge after threading 2,000 holes
Tool @7.7x22 P1 4F
s el scM440 e
e aormin 5307 S AR
utting Speed E—————
g}ﬁﬁg 30mm/min (0.01Tmm/t)
PR R
Internal Thread Size M10xTmm
JRFLRT @9x25mm (57L)
Drill Hole Size Blind
[RLEAS-SES
Threading Length 19mm
o KA EgiAsi®E ,
Coolant Water-Soluble EgiAs Coating WX Coating
FERRHA TG (BT30)
Machine Vertical Machining Center




@~ ONIFHHRIEHELL PR TN T

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

PR R

Internal Thread Size

M10x1

1. RIREFLOSEREPIRLP R REE20um LK

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

JRFLRY
Drill Hole Size

@9x25mm (E7L)
Blind

{3l : +0.080H9FRRZEMATLAEIT, +0.100A9HR M RAEIENIFELAT

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

PIREUKE
Threading Length

19mm

2. BRI LS 1REHISEERINESTIHISE
(BFEINIRE)

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

FIEE IKAELE R
Coolant Water-Soluble
fEFEAAR IR0 T Ay (BT30)
Machine Vertical Machining Center

@ SUS304H§DHI Machining SUS304

fEATA AT-1 N 1560
Tool @7.7x22 P1 4F Competitor IJI[I ’ BTN T
Still Running
. 1,000
Jgg?ﬁ{%};%eed 120m/min (4,961min™") 140m/min (5,122min"") ;2,[ 800 4 -
° YR
. 600 D7 170% Hep oyt
gégl_lﬁ 228mm/min (0.05mm/t) 200mm/min (0.1mm/t) g
§ 400 (
(e &
Rﬂan:l;)e\%f Passes VRINL Pass 2XANL Passes g 200 ﬁz
£
E 0 -
DNTAiE 2.26FD iy _ NSO
Cutting Time 268D sec HE130% 3038 sec AT 1 Efgﬁpg@fnu
Efficiency
@ SSOC Hg}]I]I Machining S50C
fERTE AT-1 EftA T8 o ____GP-OUT
Tool ©7.7x22 P1 4F Competitor nIu
e
IR i in i i 600
Gt Sxpeed 160m/min (6,614min"") 140m/min (5,122min"") 3 T GP-OUT
3 NT & 150%
s a @ _ Durability
gﬁgg 122mm/min (0.02mm/t) 20mm/min (0.01mm/t) § 400 _
s £ 200
INIREL ko st 5
Number of Passes VRANT Pass RINTL Passes 3
5
z 0 i
NN AiE] n n _ NS0
g Tive 4.28Fb sec HWERTA0% 45.4FD sec AT 1 H{gﬁpg@:nn
Efficiency
@ SCM440H§1][|I Machining SCM440
AT AT-1 A 3560
Tool ©7.7x22 P1 4F Competitor nIu , AT E{%ﬁnul
7L Still Running till Running
oy % 2,000
Jggqut?r%%eed 80m/min (3,307min"") 140m/min (5,122min™") ;éz
s 1,500
BHATERE ; ; £
Feeg = 30mm/min (0.0Tmm/t) 20mm/min (0.01mm/t) 7 1,000 -
MIRE o e S 500
Number of Passes TRIAL pass ARANL Passes 3
5
z 0 i
JATATE N 1y ~ NSO
Gt 171285 sec_~gullogy 60541 ec AT-1 Eﬂ%ﬁpﬂffnu

Efficiency

&



INTEWE cuingoute

. S U S 3 04 ﬂﬁjﬂﬁtgﬁ%% SUS304 durability test result

Eﬁa T2 AT-1 WX-ST-PNC "
Tool 99.7%27 P15 5F 99.5%22.5 P15 INTFLER
(Holes) Number of processed thread holes

I N
\j;\/l:!)rkﬁa*{irial SUS304 1,000

PIENESES 100m/min 120m/min
Cutting Speed (3,283min™) (4,021min™) 800
HHEEE 31mm/min 42mm/min
Feed (0.01mm/t) (0.01mm/t)
PRI R |
Internal Thread Size Mi2x1.5 600
JEFLRY ©10.5x25mm (JBFL)
Drill Hole Size Through

400
RLEAe N
Threading Length 22.5mm
IR BT 200
Coolant Water-Soluble
(EFEHAR ZEINTHC (BT30)
Machine Vertical Machining Center 0

AT-1

MIIRE TRANT Pass 3RINTL Passes WX-ST-PNC

Number of Passes

1FLAIINTRIIE] (FD)

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

50

40 41

30

20 ‘
R 240%

Efficiency

«

AT-1 WX-ST-PNC




. Z:%ﬂz E’}]/J\?épgm%ig{}]ul Machining small diameter internal threads with stainless steel

ERATE WH-VM-PNC 0.72 EHAEER JIE AR Tool Life

Tool P0.25 Competitor
1 90 290

aluc;rl%ﬁa*tirial SUS304
Eﬂuﬁyr%geed 80m/min (35,367min™) N C 2127 Holes Gauge-Out
WH-VM-PN
J\éeédﬁ)gg 594mm/min (0.02mm/t) 235F], Holes Gauge-Out
I?t%%r%ﬁgad Size M1x0.25
R 0.78%2.. =5
gﬂiﬁl;ﬁ?’sm (0.78x2.5mm (?Iit) SR 1227, Holes Gauge-Out
= T
WE?&{Q}E 2mm (2D) ("‘E—‘}L) Competitor
Threading Length Blind 1985‘[, Holes Gauge-Out
INIAEE EHEINT 2R
Machining Method Up Cut 2 passes
S A ST T A ARSI R R NS BAE T MAIN T. M1 48
INTHtbgesLMsEN TS,
s T sk E2s) RHARM TGRS, SIEELELMEREREL, WH-VM-PNCITE7

EMINT.

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.

. |nC0ne| 71859/_]\4/[%?9%&7][]1 Machining small diameter internal threads with Inconel 718

%{EIHIE \;V;';(\g\ﬂ'sgzc tﬂ‘é’ug}g DD%%’;?SI HuI?L’ﬁﬁ Number of processed thread holes
Cutting Speed Passes 2‘0 4‘0 6p 8‘0
a&%ﬁiirial Inconel 718 (40HRC)
YR 40m/min 60m/min 40m/min m Esz?i%zfoolcmppmg
Etiiing o (3,980min") (5,970min") 4
ST . ; BTIRK
gfdegg 1(5%?:’\1::/18 }g%r;r:]nr/nn;tl? 60}L’ Ress Substantial tool chipping
60m/min
PR R .
Internal Thread Size No.10-32 UNF 2 407, Holes BORA
Substantial tool chipping
JRFLRY @4.1x14mm (57L)
Drill Hole Size Blind
|~ = —
Lk iasd o omm (1.9D) (&) SHat, BSETISYMISEHIL), TRB OB R IR EE M,
- - ERSEMHHTIESUIN T, IERGIRIERBFSME TR MERIRSIN TR,
i MILL 2 4R ESMTINIRE, BRREORBER, I BHERHEE, EREARSE
SR, hATsEI AT Bl A MR B AT,
Eﬂﬁy;ﬁffu 7J<7\;ﬁ‘3’§f?ﬁ!]&|ﬂjﬁu Compared to taps, thread mills have fewer cutting condition limitations. There are no
ooe worries about chip management or coolant lubricity, and stable tapping is possible. In this
X - \ 3 example, we were able to improve the yield rate of small diameter internal threads in a high
E&E‘Tﬂ‘em Mﬁaﬂ}ﬁémg‘ggtym 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.



ﬂng&}E Cutting Data

. EK%%M Eg7k;§'rﬂfbulcpﬁim$ﬁﬁg'&ﬁg Outstanding Performance in Stainless with Water-Soluble Coolant

ERTE WX-ST-PNC
Tool 7.5%9.1RC 28
NTA#
DWorkﬁa*?el-rial 5U5304
E%ﬁy%geed 130m/min (5,970min™)
J‘Fge—g'@x 607mm/min (0.1mm/t)
MR R )
Internal Thread Size Re1/8-28
[RFLRYT ®8.2x9mm (JBFL)
Drill Hole Size Through
PIRBHSE
Threading ingth 6.2mm
nImEE I
Machining Method Down Cut
P IKTB LTI
Coolant Water-Soluble
EFRHA NI AL (BT40)
Machine Vertical Machining Center

DDI?(L%Z Number of processed thread holes
590 1,900 1,5‘00
WX-ST-PNC 1,315FL Holes Gauge-Out
Htt &l m
A 1,217 Holes Gauge-Out
CompetitorA
Hitt 8= m
B 1,000%L Holes Gauge-Out
Competitor B

X2 SUS304MM A LU ISR . 7ESR—INTRY
RPWEETSEMBATDN=RETILR., TEED
FEBATHFSBEHMEATNER, ETEMNIR
PIREHE, RE WX-ST-PNCHURES T LA TR
B, FJLAEIImA.

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.

I%ﬁ%ﬁ% Tool Wear Amount

(mm)

1t
0.9 |-
08 -
0.7 -
06 |-
0.5 -
04 |-
03}
0.2 -

Width of Wear |8

0.1

I

Competitor A (with Coolant hole)

- WX-ST-PNC e
~0— EBATIFF A CompetitorA--------------------ooo [

-— WX-ST-PNC

. E_]-*,%E}JDI S45C Stable Performance in S45C

FERTE WX-ST-PNC

Tool 7.5%9.1RC 28
IR

Work Material s45C

e ‘ o

Cutiing Sxpeed 100m/min (4,592min")

%é—g'@ = 327mm/min (0.07mm/t)

PR R~ X

Internal Thread Size Rel/8-28

J&FLRYT ©8.2x9mm (iBFL)

Drill Hole Size Through
[RLEASSES

Threading Ength 6.2mm

nTsEix [l

Machining Method Down Cut

g ize5 il GBI

Coolant Water-Soluble

fEEFBANAR SZEUINT Ly (BT30)

Machine Vertical Machining Center

200 400 600 800 1,000 1,200
HINTFLEY Number of processed thread holes

L]
- ”llliﬂl

.WE&EF@ESQE/J\E Pitch-dia. Reduced amount

(mm)

0125

0.1

0.075

0.05

Carbon Steel SR

0.25

"~ WX-ST-PNC
© =0 HBAFITRA (PISHFL) Competitor A (with Coolanttigle) *~« """
| =@ Hfth AT EBCompetitor B

AN FLEX Number of processed thread holes

DN SA5CRIMIKEER. WX-ST-PNCREBSEIE 248/ NE &/ \IER eI

1000>FL.

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

8
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Long tool life when high-speed machining hardened steels!

%{EEIE 9 \é\;);%'?s)ﬂ;’}lgs ’JDI}L%Z Number of processed thread holes
—— 200 400 600 800 1,000 1,200
NTAF# I I I I | ]
j\}VorkT\Aa*tirial SCM440 (40HRC)
=1 n .
Eﬂutﬁtijggeed 100m/min (3,35Tmin™) WXO-ST-PNC Gauge-Out
gﬁdﬁgg 349mm/min (0.1mm/t)
B R~ WITTIEHZAMERZELEINT Machined continuously without making tool diameter corrections.
Internal Thread Size M12x1.75
AR o103 BRBDELL100m/min UBBEHTAEMEEINT, BRSELIET), STHKESIIN
Dillinelo el T4, PIREIPERIITICERIRE, BT ZEE A EN TS,
Wﬂ&ﬁfg 20mm In this example, even when high-speed machining at 100m/min with internally supplied
Threading|length coolant, there was no chipping and long tool life was achieved. The internal threads’ pitch
NI IRgEINT PN diameter measurement was stable, demonstrating the effectiveness of this tool in mass
Machining Method Down Cut 2 passes production machining.
gl =izl AKBHELIEIRF (1065) (PIERMELH)
Coolant Water-Soluble (10%) (Internal)
BRI IZRHIITAHL (BT40)
Machine Vertical Machining Center
IWE’&?&EF&R@EQQ@E Pitch diameter of internal thread .Qf?éﬁﬁﬁﬂggﬁiﬁﬂﬂ Changes in the extent of wear on the outer circumference
(mm) (mm)
—= WXO-ST-PNC 02 1 g WXOSTPNC e
th = 7007, Holes
L R 0015 |
& 4010 fu - '"ANRERR S
5 :
T +0.05 g 005 |, — RS
0 __E".%‘%}E Normal Wear
Btz 200 400 600 800 1000 1,200 0 200 400 600 800 1000 1,200

A0 FLEL Number of processed thread holes

B BRI TAHEM! ERtE Rt 2 3>40%

NN FLEL Number of processed thread holes

Stable machining in stainless steels! Wear is 40% less than the competitor.

{FARATE WXO-ST-PNC
Tool 9.5%x26.6 P1.75
INTHE

WorkTVlaterial 5Us304
IHE . .
Cﬂutatijng geed 80m/min (2,681min™")
HHARE 168mm/min (0.06mm/t)
Feed

PR R

Internal Thread Size M12x1.75
PIZEUSE

Threading Ength 23mm
= IKAHELE R
Coolant Water-Soluble
(SRR SIRIITHL (BT40)
Machine Vertical Machining Center

BRELA8OM/min AR AN TR, thaJLAnTE
iZ150010 7L, JTJEERELEMATFTRLD40%,
REIR. EIREELIL T KA ERIRRERIESN T,

Even when machining stainless steel at 80m/min, it was
possible to machine over 1,500 holes, and tool wear was
40% less than the competitor’ s product. Low wear, slow

wear progression and long, stable machining of internal
threads were achieved.

}JDI}L& Number of processed thread holes

590 1,900 1,5‘00
T AT4RER
WXO-ST-PNC 1,500 Holes Still Running
P s
"{Eﬁp Et{:nu 1,500FL, Holes Still Running

l&h&)’a’%ﬁﬂﬁ@?ﬁiﬂ’é% Changes in the extent of wear on the outer circumference

M) 0008
- 007 - e WXO-ST-PNC
}E‘ 0.06 | —Q—Efm/&EF%Compemor
B 005 |
§ 004
B 003
=
e
2 o

00T |

0 500 1,000 1,500

ANTFLEL Number of processed thread holes




}JuI%&;E Cutting Data

M BDEERINTIERE, WX-PNCHEHARAIm A !

In non-ferrous materials, WX-PNC has excellent durability

ERTE WX-PNC

Tool 7.6x143U16
NTA#

yVorkﬁa*;‘el-rial A7075

E%Ey%’;%eed 160m/min (6,701min")

J‘F&%JEE 650mm/min (0.16mm/t)
eed

MR R ]

Internal Thread Size 3/8-16UNC
RLEe.NE

Threading Length 12mm

a1 AB LA

Coolant Water-Soluble

FEFRHA SZEUINT AL (BT40)

Machine Vertical Machining Center

LA160m/min B9EEIE E N T A7075, BOEANT#E
288001, TJEBRBEMER. WX-PNC{3R]
SReE TIIE, MBI THOFRIRIR
SRREMT.

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.

M R 2mHRERRGIE, WX-PNCHIT Inconel 718H,

LI EL BB A T 2(SHIM A

FERTE WX-PNC

Tool 4.55x10.2 U20
NTf7%t Inconel 718 (43HRC)

Work Material Inconel 718

PRI R B

Internal Thread Size 1/4-20UNC

[RLEASSES

Threading Length omm

[=Uais =t

Feed Per Tooth 0.03mm/t

g = ize5 IKAHELIEERF 1065

Coolant Water-Soluble (10%)

fSEFBANAR BN T =L (BT40)

Machine Horizontal Machining Center

XE5 X Inconel718 ##HINT, FERAARRELIEIE
ENMAELLEER. LAS0m/min AT AITIHEIE
BT, TEMAMkE ERFmnIsEseE.
WX-PNC AEJHIEEWE, #BEETCATEFMm2E
NIEEd.

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.

WX-PNC

JJDI}I_S& Number of processed thread holes

2,900 4,900 6,q00 8,q00
BTk
8,800, Holes Still Running
BTUkE
8,800, Holes still Ru*nning

132 1N1L8,8007L/5

No.1 (after cutting 8,800 threads)

5237 NL8,800¢L/F

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

Itﬂﬁﬂﬁﬁ*ﬂmﬂﬁ_ Cutting Speed and Durability Count

o0 e e —
% 80 X —s— WX-PNC :
%& 70 —e— H{th/NEIFTER competitor —

o)
o

o O

o

Number of processed thread holes
= N W D U
o

o o

\.16\ \-12
| T ——e5

60 100 120 140

20 40 80
HJEIERE Cutting Speed (m/min)



. aﬁﬁﬁ%ﬂgﬂa&ﬁ%?ﬁ 8 O% E’}]ﬁﬁﬁ%ﬁ Reground tools have 80% the tool life of new tools

NN FLEYL Number of processed thread holes ERRRY BhlEmrRRT

Effective Diameter  Effective Diameter
5?0 1 1900 at Early Stage at End of Tool Life

IO

New tool

HEX +120um  +80um

1,1703,, Holes Too big taper

BEHErR
BIDETRE
Reground
(no coating on flutes)

8477, Holes Gauge-Out +120um  +80um

ERATE OT-SFT-PNGT
Tool ®12x30 P1.5
NT#A%
j\}|Vork1l:\/1a*tirial 545C (90HRB)
IEIRREE . .
Cut'é]ting Sxpeed 70m/min (1,857min’")
‘%ﬁﬁg 130mm/min (0.07mm/t)
PRI RS
Internal Thread Size M16x1.5
LR
Drill Hole Size ©14.5x20mm
PIZEHRE
Threading ingth 20mm
FHIHE KB
Coolant Water-Soluble
2V PIERELE (7MPa)
Lubricant Supply Collet Through
{EFEHAR BN (BT40)
Machine Horizontal Machining Center

* DIAMERRET)BAME EEIN TRORINH SR,

* This is the test result without adjusting tool's diameter.

XEERETEMENERT, Fir-mi(UERHER (THERE) NI AL RER.
BMHEEETIRE, BERREEEHTMR80% NMAY, A TEISHHAE, 7L
BEITH—SEERA.

Here are the results of a durability comparison without cutter compensation between new
tools and reground tools (without recoating). Even without coating on the flutes, the reground
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.

. EE@@%&%B E—[E?&i&?ﬁd \‘/féj_]uI In small diameters, Carbide Planet Cutters are effective

{E}Eﬁlﬂ OT-PNGT

Tool 4.5%x12 P1

ITrs $45C. 55400

Eﬂuﬁ?r%gpeed 50m/min (3,536min")

%E%EE 80mm/min (0.03mm/t)
eed

PR R T

Internal Thread Size Mex1

LR @5x15mm (541)
Drill Hole Size Blind
PIZEHRE

Threading Length omm

gl =iz 3] SRS
Coolant Non-Water-Soluble

(SRR EbEUINT AL (BT40)
Machine Horizontal Machining Center

EEMIELB IR TFITAERY, RAXYEMI4LLE
NRY, EERGSDENETLURFIBHITINMER
BanT. BHREMIIREHDE O, Kt
BrzEnmE.

Because of tool rigidity issues, thread mill for HSS are only
suitable for sizes larger than M14, but carbide tools are
ideal for small diameter internal thread milling. Please

make sure that the variance between entrance, inside and
pitch diameter is kept to a minimum during machining.

»8s45C
(m)

200 ISOUIS) 6H /1S0(JIS) class6H
o 150 |BJIS 24 / previous JIS class2
& FL0O Hole E

i ole Entr
§10 W
§ _____ Ommmmam= Ommmmmmn Onmmmmm= Ommdmmnfa
a 500" .

— ‘\’o

500 1,000 1,500 2,000 2,500 2,800
NN TFL#EX Number of processed thread holes
INT2800M e, TEALEEEIR,
WIS TTIEHZAME, BRI AR,

After threading 2,800 holes, the level of wear was still minimal.

(um) ®8S400
200

ISOUIS) 6H / 1SOUIS) class6H
a; 150 |BJIS 24 / previous JIS class2
< 100 FLOHole Entry
S <
}C_ﬁ sole— 558 fararea
a

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

RELEERIF, BANIREL
B—HE, MAGGHERIF, L6516 FUE{IRT4A4NT.,

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

&



}]uI%&}E Cutting Data

B XS FINTHEER, 1RO TIEH T24ERIRIR

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

FRTA onGT TR oNGT wEL

Tool Tool Taper tap
s ACACF R™ 12x25 Rcl14 PT 3/4

Work Material Size HSS-Co 4F HSS
[RFLRY $23x20mm (i&EFL) TIHEE ; -~ ; -
S e hrauch Cutting Sxpeed 70m/min (2,073min™) 8.3m/min (100min™)
PSR E BHERIRE . .
Threading ingth 20mm e 431mm/min (0.09mm/t) 172mm/min
P KB REHERERE ~ ~

Coolalnt ’Water—Squk:Ie Surface Finih 4.8mRy ~ 5mRy 6.2mRy ~7.5mRy
SEFRHAR BN (BT40) INTEGE 7R3 255578,
Machine Horizontal Machining Center Threading Time (second/hole) (second/hole)

MNFAMIHEMATERR, FLA"DE+1" LR
WmE, BEEINTELRENIERRIEE
. BRIAERENTRE. 35 ININELERE1/3
BRMRZ— BR, RENIHHAR, FRTFILL.
One of the known issues in hole machining is out of
roundness, but the planetary motion of thread mill helps

HEE

Circularity

to eliminate this. Please note the difference in roundness. 0.04mm 0.12mm
An additional advantage is the reduction in machining
time by 1/3. However, depending on the workpiece, this
may not be the limit.
—\—\
. E‘ % ﬁg \_\L Super high speed multifunction tool application
=J =
FRIR DR-O-PNAC
Tool M8x1.25-2D zélolm)
InTazk ¥
Work Material ACA4B-F 1SOUJIS) 6H
HIHI . .
C?Jtﬁtijr%%‘peed 250m/min (12,243min") th 150 |BJIS 24 / previous JIS class2
HER |5k , =
Feef,'i fiﬁ#fng 2,449mm/min (0.2mm/rev) I ________ o, 7L Hole Entr
- £ 100 Ot P s 558 fararea
th;;ading 413mm/min (0.09mm/t) g
o
ANTAiE] 347/ 7, 50
Threading Time second/hole GIp: 54
. = s Still Runni
IR IB TR (10£5) i Running
Coolant Water-Soluble (10%) 5[000 ]0[000 15’000 20,000
BRI Eh=COn Tty (BT40) INTFLEL Number of processed thread holes
Machine Horizontal Machining Center

IEINXANMBIFRTRRAY, PIERMLIMATIRM BETIRE
£3.4 AT RS ~ BIf ~ RIRSEIINT. SR
M7 BEBERRIN TR ORITIZEHLZSN, TRIRREB T
DXNEEINT. (AIXIMAIINTIH#ER)

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)



B TR BTAOKRINT M26 x 1.5 BOPIRSr JIRSEainT3007LEL

On a BT40 machine, an M26x1.5 internal thread was achieved.
Machining over 300 holes with one side of an insert was possible.

FRATR HY-PRO P Z25F 8! Muti-Point
Tool TMC20-3

IR 311.5 ISOTM2

Insert

NI ~

Work Material S45C (91 ~92.5HRB)
FIELRE i in
Cutting Sﬁeed 200m/min (3,185min")
ge‘g‘@\ = 92mm/min (0.125mm/t)
PSZEIRS

Internal Thread Size M26x1.5
JRFLRS 24.5x20mm (3BFL)
Drill Hole Size Through
PIRSHSEE

Threading L;gth 12mm
HIEEF ABHELIEF TS5 (10%)
Coolant Water-Soluble Chlorine-Free (10%)
(EaSjsypae PIBBALIER + SNERALIH
Coolant Supply Internal + External
fEFBAAR BEREUONT AL (BT40)
Machine Horizontal Machining Center

INTFLEL Number of processed thread holes
‘ 190 290 390
HY-PROP
ZFE 3067, Holes Gauge-Out
Multi-Point

S TEF BTAO AN M26 x 1.5HINIRLN, RERARBNUMINT, FR8RE
ATPNT300FL, WEATAIT600FLLA £, XS5—RRAILIEIZZ AR, EEREAMENLL.

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.

M {5553 BT40/0 T M120X4.5A9 AR PIREL. PURSUBINTEIERTF!  And thesurisce tnshofthe ntornl thieack s excelent:

ERTHR HY-PRO P 2258 Muiti-Point
Tool TMSH-D100-FMA31.75-5
rolal 514.5 150TM2

nsert

A BT40-FMA31.75-45
Arbor

InIaAwt

Work Material 550C

LR ) -
Cutting S?eed 180m/min (573min")
g}fﬁg 201Tmm/min (0.3mm/t)
PR R

Internal Thread Size M120x4.5
RFLRT @115.5x25mm (i&7L)
Drill Hole Size Through
PIZEHSE

Threading L;gth 20mm
JESHE

Overhang Length 93mm

LIEERF TKAETIRIER To5(10%) (FMEREH)
Coolant Water-Soluble Chlorine-Free (10%)(External)
EFEHR BN ARG (BT40)
Machine Horizontal Machining Center

W RSN AIRIS! BN —RINT P=4

RIFAIPIRESUEIN T

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

EBER A

A £ BTA0 H 4 _E A0 T— AR 444 AN TAUMPRFI B ARIRK. BB MRER TR
SR TIRINS R,

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)

ﬁﬁHIE HY-PRO P BAFHY Single-Point
Tool TMA4SC 25C31-115-2U
rolal 2U1DC60TM

nsert

InTAA#

Work Material $50C
LI . .
Cutting Sﬁeed 150m/min (1,540min")
gﬁﬁ’g 213mm/min (0.25mm/t)
PREZER

Internal Thread Size M36x4
RFLRT 932(i8B7L)

Drill Hole Size Through
PIZEUKE

Threading L?\gth 50mm
JIESRE

Overhang Length 70mm
NIsE LRINT

Cutting Method 1 Pass
FRIHE IKIA MBI (FMERELH)
Coolant Water-Soluble (External)
{EFEAAR TG (BT50)
Machine Vertical Machining Center

AT FLEL Number of processed thread holes
10
| |
HY-PRO P Tk
. EH@. Still Running
Single Point

XTSTIEHARAMETRIIELEAN T % Machined continuously without making tool diameter corrections.

WINT10F./ERVEIREE /- Wear after 10 holes of machining

BT RSERNRBIEATIIHMIRRKEALIRR, BRARKEEE. BERAT
AN TANERRIPRIRLROT] F HOVERIERE.

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.

&




E&%B qu%r\l_\-_‘*u ﬁ%ﬁ;ﬁ Features of ThreadMills and Hints for Usage

1+/A;ZEEE\§&%B? What is a thread mill?
Rk )R — MBI SLHISRYIER A T A,

Thread mill is a tool designed to cut threads by milling.

. m]Ifj_;i Operation
OEANEREINT OhEsE1RA Z4H75E @mMIEZREmfl
R {REEEN1P, A%, INTFEAL.

@ Insert thread mill
to the processing
hole depth.

@ Thread will move
1P toward Z axial per
rotation.

®To finish, machine
till the hole entry.

T\%&%ﬁ?ﬂ EgIEEﬁ{i%H;% How to use a thread mill properly

Bk T) AT B 3B SR e B+ D RERYEIEIN T Ah Oy

Thread mills are used on numerically controlled machining centers that have simultaneous, triaxial control and helical interpolation functions.

zlnlmi’zs (J‘&Biﬂ]]‘ﬂ;ﬂ ) Track processing (aproach and release)

NI MIRE
1R T] h
Thread milling cutter ‘ Step Function
7 1~2  —iREEE, bR

Move to edge (maintain clearance).

2~3 7] (NERhETEHI, BEIN)

Cut with helical milling.

3~4 HEHI (36042 FEHEH])

Mill the circumference of the circle.

4~5 B (GLRieizsn, HETF)

Pull away from edge.

5~6 B OERRIBH

Remove tool.

L NES

Major dia. of internal thread

PR PIE

Minor dia. of internal thread

AR

k4

PRSI T{fFE

Top view of internal thread

WEERR, ATRESNIBERE, EEDMRIERPHEFRAERIEGH.

Helical milling should be used during approach and release, as shown above, for machining precision and efficiency.

t}]ﬁuj‘j_rﬁ_l (ﬁ%um}ﬁ%) Milling direction (up-cut and down-cut)

REEBREIERT, MEEFRR, AFLOB TR,
F— TRl MFLERR LTRSS, (FRIBAIRN. ABRSFNTIBRNA KT EMNAR)

direction of the
tool's rotation

Internal Thread

Right-Hand )
For an internal right-hand thread, “up-cut” refers to cutting downward from the
entrance of the hole, and “down-cut” refers to cutting upward from the bottom of
YIEIATTE the hole, as shown in the illustration at left. (The cutting direction differs with right-
IS and left-hand threads and the direction of the tool's planet-like rotation.)

-

Uity i3

BN E EMTIERIMHA L
Conventional Climb (down) cut

(Up) cut Prioritize tool

Prioritize finished rigidity

surface

ERATRENSIINIGR, ATERSTIBEELR, MAELER
s mEEETIR.
For thread cutting in a blind hole with little allowance, feed the tool in the

direction it is drawn out from the drill hole so as to avoid pressing chips
into the bottom of the hole.

s



ﬁ%ﬁ&%ﬂ El}]{jt,“ Advantages of using thread mills
JII}H%EQHFE 7 ;}EE//I\I\E_I@EgﬁQE Advantages of using thread mills

R G RIEEY) B AR/ T, IR St HE S, SET
EXEMBFTEMNL.

=3
f‘; Thread mills break chips into small pieces and eject them smoothly,

£ ensuring stable, problem-free thread cutting.
>~ |
3 o
J‘(‘( i e
s ’_J,—xf"'( . o

- V=i -:J"’ﬁfl

JJ =

-

= @ 1 28 4 5@

YRR TIRIIE RSB LR
Chips from thread mill Chips from a spiral fluted tap

/J\mgﬂgiﬁﬁmﬁgbulkféﬂ;& Cuts large-diameter threads with a low-power machine

S 4 e s 10 N | SHEmTAL, MTMERDN, T
- S 5 R BRI D IR T AR IR S
BT th A T ATSHARE,

Thread mill 0.1 The required torque is low compared with tapping, so thread mills can
1 2 X 34.5 P1 .5 cut large-diameter threads with a low-power machine if the workpiece
N X holding strength and mechanical rigidity are sufficiently high.
EBEEELE
Spiral fluted tap for general purpose
M16X%X1.5

1 EBE-%%EB”I%WR?EQE& A single tool can be used to cut threads in various sizes of diameters.

M10x1.5,M12x1.5 M16x1.5FHRIRIERVIEL AT LAE AR —EJIBE#TINT,

A single 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.

%ﬁ%ﬁ&ﬂg%ﬁgﬂﬂl High-precision taper pipe threading (no stop marks)

BRI KRR, R LIN I =S T
e ————— BEIL BATIRAL

Airtight threads by having no stop marks.

B7R

Stop Marks

E}L%EXEH@E&}]HI Thread cutting in drill holes with little allowance

BRESHL BRASTLH BRASTLH
Carbide Drill Carbide Flat Drill Carbide Flat Drill
AD-2D @5 ADF-2D @5 ADF-2D @5
+ + +
YR HErELLHE IRHErELLHE IREERT]
Spiral Fluted Tap Spiral Fluted Tap Thread Mill
A-SFT M6X1 (2.5P) A-SFT M6X1 (1P) AT-1 4.5X14 P1

ER! !

Even deeper

S5k thi8Ec,
INIREEX!

Flat drill tool combination
allows even greater depth!!

&
=
=

S9OUDI3)9Y
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ﬂ%&%ﬂ E,}] %)-"_‘-_1 *D ﬁ% H;ﬁ Features of Thread Mills and Hints for Usage

1%% ;@ip %U Hj- EI\J ;E%iglﬁ Proper Usage of Coolant
WS EARSNRALHET, ERRTIEEFERRASEA 4.

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

WA EASAEMREENINTIHOR, EFERANSHERE,

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




E&%B}J”I Q&A FAQ about Thread Milling

Q. I+ AREBEINTRYJIE TS AN T IMEL?

Why internal thread cutting tools cannot be used to cut external threads?

“ NHIRNESEH RN RIERS
SMEN TR RARAY. XSLEEIESF
B FMEFRMBOTESERE,
FIERIRNEI T B SIMRIITIAER
FoikFE R,
FMEF B EERNERZTLA
FERRY.

Metric and unified threads have different thread
profiles between internal and external threads.
For these threads, internal thread cutting tools
cannot be used to cut external threads because
in their basic thread profiles, the crest and

root shapes are not uniform. However, for pipe
threads, which have uniform crests and roots,
thread cutting tools can be shared for internal
and external thread cutting.

. E}Eﬁcﬂiﬁﬂ (’&%‘Jﬁ’%ﬁl) Example of basic thread profile (metric thread)
PREREL HMBLY - LhiE

Internal Thread External Thread

¥
\ /\
PN BAVAVAVAVAYAVA t
\VAVAVAVAVAY weTuEE
TS \V\/\/\/\£ sosic g

9#&?25?'—3?%%2&595“&”}%[1 Compare the shapes of internal and external threads.

FIMTES?  SMRQI/BH - pga1/4H PR
eight cut off from crest: xternal Thread Internal Thread EE‘EBES/SH, {E;;EE
FIEHIFEE? IMEE 1/4 H PRiEsy 1/8 H FRFE

Height cut off at root: External Thread Internal Thread

Q.Thread Proi N\EIEIFRY "BIME75%" 2A4°

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

A BMENE N EMEINTERINE
P RRIFUTAETRIERA

B, FRIMEWR, ARERN
PRERET5% (BK) |, FMEL25% (R
), EIRIEERRR R T
ERDCT75 Al EBRIREN75%, F
MESEPTS,
It means to aim at the acceptable range
of threads. Default values are 75% (larger
side) for internal threads and 25% (smaller
side) for external threads in light of their
engagement. You can change these to your
desired values.

It is easy to target the 75% range by using
DCT75. Please refer to p.75 for details.

B BirE75%BHIERIE What does “aiming 75% fit " mean?

_ p- :
D — ;
BRK MEEEHS !
Narrowly acceptable on the larger side
fffff boooofendeee 750612 PUEE N ZT57 5 %R B
I , I 75% of larger limit for internal thread
o
o
B R P e
o 5
L :
fffff .
QQ/J\%’EES%‘ 3

Narrowly acceptable on the smaller side

Q. Thread Pro &R LA RAFFAHIFRIMESEETIRINC TN TER?

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

LR, IEEEREELAR.

Yes, please consult our sales representatives.

&

&
=
=

S9OUDI3)9Y

T
iz




E&%B}JHI Q&A FAQ about Thread Milling

Q. At afgeER T EFRF AT B ZMZERE?

Why can’t we use the tool radius for the tool radius offset?

A I TEMIRITREMERATRFR, BUEMBRELEGH.
AR T B RMREREEESRIATE A,

This tool is designed not to allow the thread to pass the thread gauge check even if the tool radius is entered.
Please see the following explanation with some diagrams for the reasons why the tool radius needs to be adjusted.

O WTEFR, BEGRTIMIRTRMTR, ATLAMRSIRERFN T MEBAIEE AR LRI,

In thread milling, the shape of the pitch overlaps and forms a curve between the peaks of the major diameter and thread flanks as shown in the figure below.

iz

Forming a curve

1A

Enlarged view

—/ “

@ MITIFRIBIMEETRIBLKE.
KIEERABYXETIANCIIREREERNThreadPro®kd, BIRIFEALNTHFRI"TDREHE" FI/FTRAT.

The machine program makes the tool outer diameter pass through the major diameter of the internal thread.
% In the case of using OSG's thread milling NC code generator software “ThreadPro” with the specified “cutting edge standard.”

) M10 X 1895R T

X Example: In the case of M10 X 1
CPIZSUINTIRARED

Top view of internal thread

GO03 X8.03Y2.566 Z0.201 13.605 J2.566 F17.19
BT ‘ Z1.1-5.F30.43

Thresdmilling cutter 2 X-8.03 Y2.566 Z0.201 1-4.425 F17.19

PRIRAAR

Major dia. of internal thread

bR, FrHE Smm BIEETNEE,

As indicated above, command to make an arc with a radius of 5 mm.

RS AE

Minor dia. of internal thread




® RIBECLOME, UTEFROHEHITINTANE, BTN TERRNEERTR, BT80N IHn
WA, RIRPIRARE, RNIRSHER BRI/,
According to @ and @ on the left page, when processing by using the tool radius, because the processing path by the thread mill becomes
smaller than the basic thread profile as shown below, the pitch diameter of internal thread is reduced and the width of internal thread becomes
smaller than the standard.

@ FERITRBRMEETINFETE A" S9N, RBXHRARKE EEEK. BHER, TRE¥ER
WERY, BRAT{EF RPRG B R/ EAEIREL.
A thread mill’ s thread profile is designed to achieve the lower limit of internal thread pitch diameter when the value “A” in the figure below is
added to the tool radius offset entered in the machine, so that the width of thread becomes acceptable. In other word, the tool radius offset is
required. By using the RPRG value, the number of steps for adjustment can be reduced.

Ij\] R%ZI Internal thread

WMA TR+ TERHT N\ RPRG Y9 T B 513258
Tool path when the tool radius is entered Tool path when RPRG is entered

>
>

=5)
5)

Bl) M1IOx1THIBERT (42
Example: In the case of M10 X 1(Radius =

Basic thread profile of internal thread \

|

I

PSR L BT R SF B
|

TEEe7.76 N / TREe7.76

TE¥E: 3.85 W TR LA KATMERERPRG: 3.806
In the case of a tool radius of ¢7.7 Processing path of thread mill In the case of a tool radius of @7.7
Radius: 3.85 Our recommended value RPRG: 3.806

25
=
&
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ﬁt{{ﬂgﬁﬂblg( N C gﬁ*ittx{# Th rea d PrO) Total Solutions for Your Thread Milling Needs

NCmEBE4 [ ThreadPro]

NC code generater software of Thread Mills

1+/AETh read PrO ? What is a ThreadPro?
ThreadPro 2124085 7] RSN T R4

ThreadPro is a NC code generator software for thread mills.

< ] )
. F\ﬁT‘:!‘EﬂJ)\IE’ EEE% ?jﬁj?* \iﬂ_’I%M’EDuI*EF_ =D @ == ww e i
~: —_— (7.7x20P1 RPRG 8.794)
- o BRI 1 2EES, Sﬁl NCiE 1.:. So 53*" & 335’2341 o
= cALUENCIEFUXAXM (txt) BXSH, #E |
‘Q B EIRE AN N TR FRER.
Th read Pro - Machine programs can be easily created by simply inputting the tool radius and o
pitch. o,
- Supports 12 different languages and 8 types of NC languages. i o0 . 0.
- The NC program can export text files (.txt). Please utilize this function when H
creating a program by data transfer. z

E_r%%*“{’ﬁgt}] ﬁﬂ&}:f Easy to create zero cut programs.

FJLIBEMIDREAZDINE. ME, J&
50%, 100% PINEFHN100%, FHeEEREIEZIIHE
HER.
AIRIEIN TR T RIGAINRS,

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.

ﬂiﬁi&éﬁ*ﬁiﬁ Selectable path mode

Euﬂ% EEREMEHE, EMRRIGRES
%,ﬁmﬁ%LL TR, HWEEM R

i, (BEMEREIN Tt BB SR E T

THRER, BEY=ERES,

Select “multi-feed” when focusing on efficiency, or “single-
> feed” when focusing on quality. “Multi-feed” is recommended,
but for applications involving difficult-to-machine materials

with emphasis on quality over efficiency, please select “single
feed.”




%%iﬂ%i& ! Wﬁﬁ*u Eg}jEDDJﬁE No need to take notes! Convenient printing function available

E BIEEGMERINIERF, tRE—REH [THEMMX]
[54F] [BEKRE] .

e o g bt B2, ThreadPro®f4eh, BEREFIFINIEFZA

- ‘ E‘pjﬁ)\ﬂ’]ﬁﬁﬁlﬁﬁﬂ'ﬂ [$JEDATR] . FIENXANEIE, #E
- oo SRICEICT.

wmrom = ME [$TEDAR] shibidR TRPRGEIMIASE, F/F
T A TEGRIARE.,

TRTSLRITORIEIF 150 FTHABERRET T,

KB, ERRNTRFEEENR, WRE [FTEDA
T NEERATIRF A, FESHBES.

It used to be difficult to identify “tool type,” “conditions” and “tapping length” in
OSG Corporation the generated machining program at a glance.
However, with the ThreadPro software, all the commands inputted to create a
machining program can be printed by using the “page for print” function. With this
feature, there is no need to take notes anymore.
Moreover, the “page for print” section also contains RPRG and machining time,
which can serve as a record for the application.
% When contacting customer service, the information listed on the “page for print”
will provide useful details that can help our staff answer your questions more
smoothly. Please have this information readily available before making an inquiry.

ThreadPro tHX{ERIBSBRA AT EN

ThreadPro can be downloaded via OSG’s website

BEMER

The homepage of OSG's website

ThreadPro

‘;; ThreadPro

D3

EI}‘*_Z’EE"
EIpva:EIN

Scan QR code to access

mg https://www.chinaosg.
,"\I—\'_'\T__EJ\XE | com/download/code

Click here!

L
B
I
=

sjoo] Hunioddng

KT htm! STH-RIELFD RIS
SNSRA ThreadPro AT htm| HFELIBR, BEEM Web HABNELRE, IERIHRATH
"BEE' > @8 ">" Unicode (UTF-8),  (LUIEeHM)

Regarding corrupted characters in the html file
If the html file generated by ThreadPro is displaying corrupted characters, please change the encoding setting of your
web browser. Under the file menu, select “view” > “encode” > “Unicode (UTF-8)."

@
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JJEFR24MZERIZSZ(E[ RPRG]

Reference value for tool radius offset “RPRG”

1+/AE RPRG ? What is RPRG?

‘R=443" "PRG=TEFF" , RRRLEMAE,
RPRG RISBAHHIIN TRIFTU BN RE B ERNSEE, BENTHS.

The term to refer to the radius to be programmed, meaning ‘R = Radius” and “PRG = Program.”
RPRG is the reference value of tool radius offset. The value is engraved on the shank.

iﬁm RP RG E_rl«l;}ﬁ%%l‘r_EI{’E Use RPRG to reduce the workload

ETDNEFZM2ETEA [RPRG] |, ELEBA [TJEFZ] , JLAERIbHKEI AR ISEAITNBFEMRE.

Quick method for identifying the acceptable tool radius offset value for the internal thread by inputting “RPRG” instead of “tool radius” in the tool radius offset value.

+0.150
+0.118
S
: | |gf
el |5
BE BARIRPRG (ENNLFRINIRLHIZ (INE: 3.806)
Entered value of RPRG: 3.806
1REH1R0
Pitch Dia.

o nexe ] e
' B Radius

______

BMARITEFRENT RN FR (EAE3S.85)

Entered value of Radius: 3.85

) -JIEBER7ZIMM, 12551, S/\NTRIM10 (F5R2: 8331005)
- PR RY: M10XT
BERIRNE: 0 ~ +0.118 (ISO-5H) , 0 ~ +0.150 (ISO-6H)

Example

« Tool diameter:7.7; Pitch: 1; Minimum cutting bore diameter: M10 (EDP No.:8331005)
«Internal thread size: M10 X 1

- Tolerance for pitch diameter: 0 to +0.118 (ISO-5H), 0 to +0.150 (ISO-6H)

®”



;I %E Ijﬁ Notes

1. RPRG EASEH(E, EXLORINIR, RIEBNIRESEREN, BEXNIEEHIEZE.

2. RPRG EMIRERMUHEAHIRLISO:5H (IHISTR), EHIF—IBLANS|: 3BBRIESUEEBRT, AEFENRE
B, FEMTHEHERS(R- Rc) Bf, RPRG ERIRE, LAEAEKENC BFHmERMG ThreadPro” B, FEFAISLAIBRAY
RPRG BRI,

3. RPRGEMIZERUBELFITIEMAFNINSENMEIRT AEEHTIHTERN, SAENTHNENRT KT R/IMEK
RIBS, PR EIMERRiZ/NF a1 RPRG(E,

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 taperpipes (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.

i
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AR IR IR BEH) DCT75

Quantify values of the internal thread pitch diameter with DCT75

23R

Evaluation

V] S RAMER B2 P76 ))

Diameter correction is frequently required

V] H42FMER (P76 -P.80))

Diameter correction is difficult

V| #2@EidEsmI KIS P77 )

Want to extend tool life with uninterrupted machining

V] #2385 iR R %858 P78 ))
(EBSE. Wb, EMOUT)

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

D

FEIMLLLERBRT, aIfERDCT75ERN
BRI PR EEI R AEIR!

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




#MERTEAIRED

Significantly reduce time required for correction

R GTHIIN TR ERADCT7 S5 {TRIERFRRIA, T XIBGEEEIRAE.

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

(REE) Image

Total 130 %

L\)\’?EEFZE:I ({UERIRSEH) Conventional method (using only thread gauge)  Total 130 min.

BIR B2 LEEYN

First time 1 Step 2 Step 3 Step

s

IR SR

Pass internal thread check

¥R BIR
First time 1 Step

INTEE)1 653 ¢+ R AS[E) 1055 ¢4

Cutting Time: 16min Setup time: 10 min.

4 Step 5 Step check
gesg 104 oen - sz 1/5

104 min. reduction & 1/5 of the steps required for diameter correction
DCT75 Total 26 %
Total 26 min.

LA 1 DCT75
Conventional Method
------------------------------------ Max
g
o [0)
S | —— 75%
m? ©
RS
50%------- - ia);zg e
o =4ma.
g RN BT 130
SESRANE BRI BMEE ’é ,—E Pitch diameter check / %{ cé{;:cl;gg
5th correction Pass thread gauge check s g pass thread gauge check
=
o GPensiE
ARINE —/
z;t%;\ c;/r::ction GP can pass throug_h_bu_t:wg_ht_ 2 S O%
. B
FE3RHME GPeigfELE 0 Basic pitch diameter
3rd correction GP stops halfway
e —CPRAEY /¢
2nd correction GP not pass N /=
- WA/
SBURIE GPRAEN | ANES -
1st correction not pass Pitch diameter check / Firslt/time
/ determine diameter
R GPTLiHEIY correction amount
First time GP not pass
#MNERTRSATIE] #NERTESATIE]
Correction time Correction time
26538 x5 = 1309344 2658
26min X 5=130min 26min
G&

MR ETE

Pass internal thread

MR TAREEY, RBXHREARE(RE
%) FfB Rt Z.

LAE (IRfE IR EM)
RIBZHRARENBRT, BIEMN(GP)
TiETEHANRBRY, BEEHEMRTNF
ZWMEE., B, BIBNHTHR, RE
ZRMIMARBRFRNE, SEOFRIE
FERTHS.

EADCT75

BIERIRX PR AREBRT, DCT75t
FJUNESR. B, FeEORBR X,
LA TE IR FRIME.

When machining the internal thread for the first time, the pitch
diameter of internal thread tends to be minus (fail).

Conventional method (using only thread gauge)

When the internal thread pitch diameter is minus, the thread
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,
resulting in long setup time.

With the use of DCT75

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.

L]
B
I
=1

sjoo} Huipioddng
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=vha il TREGIRS - TREGHNRE

Stable machining Extend and stabl\lze tool life

TEITESINT, BEETERER, WINTARERSGNNE/, EIENTIAR, WPRIRKTERNT75% (EFE) Fia, T8
DOpNTFLER.

BAREEIT(FERIRSGNGPIIBNT75%8E, BEFEADCT75HNE, (HIASTLURAIE7 S % EIME. BTEREER
EI’J{.LEJ:FQH ' _J-L/UQI, \% Ap E%\ZEo

+ 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
PR RRERZE 10 ~+0.160
Mé’\]40%ﬂyénu I Tolerance of internal thread pitch diameter

Machining start from about 40% J1E I AT1

Tool

0.16
0.14
0.12
0.1
0.08
0.04
0.02
0

NF-

600 otes
GP-OUT

Pitch dia.

1 700 800 900 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

41% E"J 7:’ E%iﬁi 4 times the tool life
MET75%Frain T

Machining start from about 75%
0.16
0.14

""""" -t P\]ﬂ?ﬁéﬁl}bﬂ EBE"J ‘:F‘?é Pitch diameter of internal thread at hole entry

0.1
0.08
0.06
0.04
0.02

NF

Pitch dia.

2,300}[4 Holes

WE@XE%‘BE’\J I:Fl?é Pitch diameter of internal thread at bottom of the hole
1 100 200 300 400 500 600 700 800 900 1,000 1,100 1,200 1,300 1,400 1,500 1,600 1,700 1,800 1,900 2,000 2,100 2,200 2,400 2,500

AN FLEL Number of processed thread holes

1R 75%BEZITEIRED (A8 6H. JIS2, EHES: 28 - 3BIERT)

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 RIREFENE 10 ~+0.160

Tolerance of H6 internal thread pitch diameter

— 0.160X0.75=0.120
JIS2 IR PR RE 10 ~+0.130

Tolerance of JIS2 internal thread pitch diameter

— 0.160 X 0.75 = 0.098

uuuuuuu:uuu {444

'

®”
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DCT75 512N EMAIAE

Difference between DCT75 and thread gauge

Quantify values of the pitch diameter

BYEARAESERASBONETIA. MDCT7S2ATHKAENT
ZHECNIA.
DCT7SE7§TINI,\K,

STEMMBABRKR.

+ 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.

BEEMRNMAME. MA, BERERE,

I [
\? AL

Ji l
IR

Abrasion condition

T\?\— %iﬂ!ﬂhmad gauge

AEGERA S

Judgement of pass or fail

A PEREEN
(DCT75R9iHE1E)

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

max 0.160 max ---- 0.160
+0.110—
+0.046—
min 0 EEFR min ---- 0 Eiffhiz
Basic pitch diameter Basic pitch diameter
—0.068—

ﬂfﬁj%ﬁé |j§| i%ié)’( ':F' &E’\JQ{{’,E Easy to determine changes in the internal thread pitch diameter

AT EIRENRYNE, FERERETN, BERPWIEESS BENTERT AT,
M DCT7S5TERRERIFIFREENER—MIRSRIFLOFE, REFTEZUER, ERRESHLIESE.

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.

{iﬁﬁ D CT7 5 ;EUEE After measurement with DCT75

FEFHADCT75 Not using bCT75

TAERA

Oversize quantity is unknown

i T Sraﬁ?nz. 0.086

BROMI G
Pass internal thread check

After plating ,

AR AR

Oversize quantity is known

MiET K& max -
BYT
ETE 224
Knowing the oversize quantity
helps to select tap

| 0067
| Aﬂerp\atlng | 0.057

TROMIGSE
Pass internal thread check

0.038
min ----- | DB | ----- 0 Eifehiz L T 0 Eifrhi
L 2 Basic pitch diameter Basic pitch diameter

(M6X1—5HRFHI7~EE) (Example for M6 X 1-5H)
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2*['] ﬁ% H;ﬁ 2 Measurement Methods

O R\ OB

TERNE o

@ Simple measurement by notch

- PIARTFPEmIn/maxBfIE. ATLANTIOMARSKGEANE, BERRERUESEZ.
-PIO8ImMin/maxfIfIE RIA "2 HIRE;6H/ZEFIIRE: 2B/R-PTIZE: JISB02031R/E" RIPIRESUEE AtnEMIZEN.,

BE,

EADCT7SRERHEHENNETR, ILABTAERBERNREL,

- 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.

NES

Out of tolerance

NETIRA

Within lower tolerance

NELRA

Within upper tolerance

PR EhEh

5

b
|

252
%

jgf’i‘ %

<

ey
55

—f
b

7.
2

1

.

.

REERE

Metric thread

SEHIERE

Unified thread

R - PTI2EL

R-PT thread

@ *E}E%UEJ\.&?T&{E%TTE @ Numerical measurement by scale

B EFNERIPIHRENSEH) REZETEHPER, TAKEPE

HEARNEBRYRI MR,

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.

f:29mm

Example : 29 mm

SMZE (H) Measured height

30

;

iz (0)

Basic pitch diameter

FLOF

Pitch diameter at hole entry

=(30-H-C)+25

HEAXFBRNRIMR.

The formula may differ depending on thread size.

SLiME.

BAfZ:mm Unit:mm

WEBEH) | AOPE | BRKEC)
EDP No. Measured | Pitch diameter | Chamfer depth
height at hole entry
26 | +0.15
9342019 | M6 X1 ;; Ig'g);
9342020 | M8 X125 —2c——r oo 025
9342021 | M8 X1 3 | 001
31 -0.05
9342022 | M10 X 1.5 27 | +0.18
9342023 | M10x1.25 |26 | +0.14
9342024 | M10 X 1 ;; Ig::)g 0s
9342025 | M12X1.75 50— ' >
9342026 | M14 X 1.5 0 T =002
9342027 | M16 X 1.5 T 006




mﬁr&?;‘mui (E.riﬁiﬁg) Digital measurement is also possible (optional accessory)

B DCTTSIEANRBYE, REFEBHFERFMEDCT75E, RAIETHIHEERMFN.
THHEERE0.00Tmm AR BRENTFEEFZE.

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.

Simple - peace of mind Rotate - hold function

Hisg

DATA/HOLD

OREHEINRE

Tolerance judgment function

START/ZERO

PRE—ETA AIKFUEER, FRFH BEREAE (EE) 3k

Clear indication of pitch diameter ELEER %ﬂqﬂfé
Can be used in a horizontal position Ability to manage the pitch diameter
and maintain the judgment result by setting the tolerance (optional)

e U-WAVE R—FieBiBIT B4 VS HHEIEERHE PCHFR.

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

%&?Eﬁ%ﬁﬂg{i% E;% How to use Digital Indicator

1 nitial setu 3{7§Q$EZTT%§§3:EJ§*W,J:, }Q—FEF nser into the internal thread.
@ ?‘}JEE'LQE Initial setup IL‘_,{E’\J%E'J%E, 1%%?@25,%{55539 @ 1%- DCT75?E)\I7§$§& Insert DCT75 into the internal thread
[0.000].

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

RN
gg% EABLERER, FUGRHE
L 7N -

Digital HELfELE,
indicator The DCT75 thread is tapered and will make
the insertion stop at a certain point.

BEM

Height Master

R BHEERE.
TREREBERNIT.
This operation initializes the digital indicator, setting the
display value to zero. The operation does not need to be
performed each time the indicator is used.

= IR Al 7] 4 = >

@ ﬂug Measurement. 4'.7#‘?—_@3}%%5:_': DCT75M94@EB L. @ é?‘l‘ %iﬁgfﬁlk Confirm the amount of diameter correction “
BLBRPRE (TEE) . s
°
P P NPy <]
Place the digital indicator over the DCT75. +0.200 Eﬂ?%@f'ﬂﬁﬁ’ﬂ PR, AILARE H)J =
The current effective diameter (calculated value) ZIEFENRIMER., Ta
will be digitally displayed. =] =
o
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, By knowing the current effective diameter I 8—|

+0.150 value, the appropriate diameter correction

(75%) amount can be determined.

(%
+0.150-(-0.052)=0.202
75% WE  EHMEEER)

Target Current Diameter correction
amount

Internal thread P& oF

+0.202
Diameter correction amount

BN FEEFENE

Value relative to the
basic pitch diameter 0 B
(EfEhR) -0.052 (A7)
Basic pitch diameter Current




DCT75 ”HIQ & A FAQ about DCT75

Q. IRSUKERIRH T4t el i/ DCT75015?

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

DCT75ERFEAMNEF. RBSCNTFLE,
BEREAIESHCELL DCT75MBSHS EK,

The DCT75 is applicable for both through holes and blind
holes. However, in the case of blind holes, please make sure
that the internal thread length is longer than the thread
length of the DCT75.

THLGTH

BELAS

For blind holes

THLGTH< £

Q fOBAARA, ALAHFERFNEND?

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

SACTURT—RNER, BENREHR/AHE
ML, NATBEENARERTERKTME. TLAE
BIELANEAIFEmETNE.

BRIACRT (BIRRE) 5EH. (CRIBEFN
DCT75MHI T4 R)

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).

A.

Large chamfer Counterbore

IZYEEEIIT+1.5mm (C 0.75)

Wider than thread diameter +1.5mm

12
3 =
Thread diameter

.

|
!
|
|
!
|
t
+
|
|

—r O
TR
Standard tool

E[2 N ES]]

Example on special tool

RTFREXFAOEIRA, BT
EBHFERENEEILOL,
(FTRESEHIMT A ER)

The digital Indicator cannot be pressed
against the hole entry because thereis a
counterbore at the entry of the internal
thread.

(may cause inaccuracy in judgment)

TR
Standard tool
i i
i ‘o
1 = |
I = |
i ‘"
mMFRERSHERLR, BIE ||
ERHF R RENEREILOL. | |
Due to the thin-walled internal thread, i : i
the digital Indicator cannot be pressed i ]
against the hole entry. 1= | i

MRS Ot EE

Hole entry surface of internal thread

PRERSFL R EE

Hole entry surface of internal thread

e[S N

Special tool

=EM JFRm)

Height Master (Special tool)

IFtmem

Special tool

»

=EM (IFREm)

Height Master (Special tool)




Q. DCT75ETLARBsRH TP A ST

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

REERTHENBRYXES G, DCT7SERYFIIBFEM=T R, BEABNENHTABRIESEE.

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. HlTEE RIS E A ?

How reliable is the judgment result?

“ RiIREX0.02mmLIR (IRFEHEAN. BEM, HERTES LTH) .
FERMEFREENR, REE—IRENEIE. DCT758LIRE#17+0.005mm UL AI#
(RIERZEXAMERNR, TRSHIBRANRE) .

Itis 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).

Q. BAERIRE?

Do you have a tool for large thread diameter?

BiEM24, BEUINKERYT, JBIHFRIZRBIFRGREIIR,
BERALBHEAR.
Yes, we offer special tools with handle for M24, U1 or larger. Please contact your sales representative for details.

FreEn |
Example on special tool | *{ERTERE,

Usage is different.

im” %%éﬁkﬁ#‘ﬁ %B E,\J _‘I%_}_E‘_ Tﬁ%}i@;@{ﬁﬂ Sample conversion table

Measure and calculate the height from the end surface of thread P = o
B KIGEBNERE | BN TEETEFER
(H) 8

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

Omm +0.253

£317mm
Approx. 17mm Tmm +0.233
Approx. 2mm 2mm +0.213

H : :
LN

3 17mm -0.088
: 18mm -0.108
! -0.128

: 19mm
\ 5 1/50
Taper Et*—iﬁiﬁﬁ%%

The conversion table is indicated on the
specification drawing

L
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I
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E\?\&%ﬂ% Elﬁ?é%l\fuﬁ:‘la Diameter Correction Tool for Thread Mills

D c T 7 5 THLGTH
i
L

TiN
E&W% M- MJ B :mm Unit:mm
Bae [EOES EAENERE(mm) 1wz YR RSN iz
EDP No. ad size THLGTH Measurable Depth (mm) in Blind Hole DCON Taper Height Master Recommended | Stock
9342019 M6 X 1 6.2 6.2~ @10 Vas
9342020 M8 X 1.25 7.3 7.3~ @10 Vas
9342021 M8 X 1 6.2 6.2~ @10 Vas
9342022 M10 X 1.5 8.3 8.3~ @10 Yas @
9342023 M10 X 1.25 7.3 7.3~ @10 Vas @ O
9342024 M10 X 1 6.2 6.2~ @10 a5 @
9342025 M12 X 1.75 9.7 9.7~ ®12 Vas @
9342026 M14 X 1.5 8.7 8.7~ 014 Vas @
9342027 M16 X 1.5 8.7 8.7~ ®16 Va5 @

1. L EREZRENFTUECH BEERAR, FTLE4H,5H,JIS T IS Tehtha]fER.
2. RIZEEAIER T, EFRIARIRSUKERZE DCT75AMRMER,
3. IREPIMEET +1.5mm BEIR - FIALEY, BEESEM. FHEEAOAMHEE.

IR : U- UNJ

O=%rEEFER O =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.

BEf7:mm Unit:mm

RY gl EAAMERE (mm) 2 e KRN et
Thread size THLGTH Measurable Depth (mm) in Blind Hole DCON Taper Height Master Recommended | Stock

9342028 Y4 - 20 UNC 7 7~ @10 Va5

9342029 Va - 28 UNF 5 == ®10 Yas

9342030 %6 - 18 UNC 7.8 7~ @10 Vas

9342031 %he - 24 UNF 7 7~ 10 Vas

9342032 5he - 32 UNEF 5 5~ @10 Yas

9342033 38 - 16 UNC 8.8 8.8~ @10 Yas @ O

9342034 3 - 24 UNF 7 7~ @10 Vas @

9342035 746 - 14 UNC 10 10~ 012 Vas @

9342036 7he - 20 UNF 7 7~ D12 Va5 @

9342037 15 - 13 UNC 10.8 10.8~ @13 Yas @

9342038 Y2 - 20 UNF 7 7~ @13 Vas @

O=%rEEFER O =Standard stock item
1. A EREZIREHNENNE2B BEMMAR, FTLAE3B Fa)ERA. 1. Since it is made to measure class 2B, it can also be used as is for 3B.
2. NIZEEFAMER T, EfARIRSISEEL DCT75AMRNEK, 2.If the internal thread is a blind hole, please confirm that the internal thread
3. IRERIMEEBE +1.5mm BEIR -TFLEY, BEEREM. FHEEESHEE. 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.
E&ﬂ% : R(PT) B{z:mm  Unit:mm
BmS RY LZEA,S R HE EEREMR B
EDP No. Thread size THLGTH DCON Taper Height Master Recommended Stock

9342039 R (PT) Vie 6.01 ®»10 Y16 @

9342040 R (PT) 8 6.01 @10 Yie ® O

9342041 R (PT) V4 9.02 14 Va6 ®

9342042 R (PT) 34 9.36 o117 Y16 @

1. RIRLY, PT RXHIPRIRSUBEER), (EFMFPERATLA.

2. DCT7SHIE MM O R 2B APT HERNBEMM IR KR EN, FUSE
HIEAZEERIE DCT7SHRERNZ BRI,

3. REBESETIALSERFHRAFNBRNENAEEESRIBRT, HERSHE.

WEERIERm. FREESIANEHEEAR.

O=#trEEERFR O =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.

®”



B == 7<38 Digital Indicator

i

_ Mitutoyo
O mom O wi Y
ONIOFF +i- \

3 o)

e

ERFE

B :mm Unit:mm

Ams XIRIRT ERME ERAE XSRS =23

EDP No. Applicat ze Sleeve Dia. Sleeve Hole Dia. | Applicable Taper | Stock
M6 ~ MI16
1
9342052 |, $235 ®17.5 25 o
9342053 R (PT) %6 ~ 3% ®»23.5 ®»17.5 Y16

Sleeve Hole Dia.

EfIME

Sleeve Dia.

. Efifm Height Master

®16

O=trfEEFER O =Standard stock item
1LERIARIBSR, EFIMR, FLRE, BERIARIZES 1. After confirming the shape of the internal thread, the sleeve’s

FLOEBRIAZK (PB1SR) outer diameter and the hole diameter, please confirm the
PHF BB ERACEMMEKDCTISEREFN=F shape of the internal thread's entrance where the sleeve is fitted
HIERFIERE. against.

2.The digital unit uses the Digimatic Indicator manufactured by

Mitutoyo, paired with programs exclusively made for the DCT75.

¥ DCT75REEMBSVIUELEAWE, #Please be sure to purchase the DCT75 and the Height
Master as a set.

Bfz:mm Unit:mm

EDP No. SIZE Stock

® 9342043 28

® 9342044 28.25

® 9342045 28.5

@ 9342046 28.75

® 9342047 29 O

® 9342048 29.25

@ 9342049 29.5

9342050 29.75

® 9342051 30

O=trEEEFmR O =Standard stock item

144 : $¥ 50~55HRC 1. Material : Steel 50 - 55 HRC
2.HEFAE  £0.015 2.Tolerance of H: £0.015

*Please be sure to purchase the DCT75 and the digital

e e e
XDCT75 R M FBraRims L UER WL, display unit as a set.
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E\?\&%ﬂ% Elﬁ?é%l\fuﬁ:‘la Diameter Correction Tool for Thread Mills

wre | -
Sleeve Dia. " %
-

6H Fﬁ%ﬁﬂf; for 6H with scale

B Rt B EATRERE () B =
EDP No. Thread size THLGTH Measurable Depth (mm) in Blind Hole Sleeve Dia. Stock
9342000 M6 X 1 - 1.5D 9 9 ~ ®13
9342001 M8 X 1.25 - 1.5D 12 12 == ®»13
9342002 M8 X 1 - 1.5D 12 12 ~ ®»13
9342003 M10 X 1.5 - 1.2D 12 12 ~ ®15
9342004 M10 X 1 - 1.2D 12 12 ~ ®15
9342005 M12 X 1.75 - 1.2D 14.4 144 ~ o117
9342006 M12 X 1.5 - 1.2D 14.4 144 ~ o117
9342007 M12 X 1.25 - 1.2D 14.4 144 ~ o117
9342008 M14 X 2 - 1.2D 16.8 16.8 ~ 19 0
9342009 M14 X 1.5 - 1.2D 16.8 16.8 ~ ®»19
9342010 M14 X 1 - 1.2D 16.8 16.8 ~ ®19
9342011 M16 X 2 -1 D 16 16 ~ ®21
9342012 M16 X 15 -1 D 16 16 ~ ®21
9342013 M18 X 25 -1 D 18 18 ~ ®23
9342014 M18 X 1.5 -1 D 18 18 ~ ®23
9342015 M20 X 25 -1 D 20 200 ~ ®25
9342016 M20 X 15 -1 D 20 20 ~ ®25
9342017 M24 X 3 -1 D 24 24 ~ ®»29
O=#tpEEERR O =Standard stock item
1. BEUEEE +Tmm PEIRE, EFMEUATHIRAEERIFREIIAL, 1.Customization is required for chamfer exceeding thread size+1mm and
2. 5H. 2% 1R IR AT {E . counterboring applications with a diameter less than the scale sleeve.
3. RIEEEFHIBERT, BFIARZRSIKEEL DCTHRNER. 2. Accommodates 5H, 2 and 1 classes of fit.
3.If the internal thread is a blind hole, please confirm that the internal thread
length is longer than the screw length of the DCT.
3B FE%ZUE for 3B with scale
AmS IN L2336, EAFTUERE (mm) ERIME EF
EDP No. Thread size THLGTH Measurable Depth (mm) in Blind Hole Sleeve Dia. Stock
9342018 5h6- 24UNJF - 1.5D 11.9 119 ~ ®13 O
O=FfrEEEFR O =Standard stock item
1. 2R +Tmm AR, ERMRUTRITA S ERIFREAYILL. 1. Customization is required for chamfer exceeding thread size+Tmm and
2. NIZEEFER T, EMARNZRSUKEZL DCT RN ERK, 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.



;mu%ﬁ;% Measuring Method

REGHEMEIREBARYT, FLRER ENSMZELTLEAOBNPELEL. (BTIRAGHE
MR R ERME).

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).

@

BEFEWNT
BHEEMEIR PISREAYIRIE,
IEAPIRXERHSLE, FRER LAMSEEE

Insert the DCT into the Release the reading

B

thread. Turn the tool
until it has reached
the deepest position.

sleeve so that it
touches the top of the
thread. Fix the bolt by

screwing it tight.

BHEERIMETR
A PIREHREN =
Turn the tool in EEEE

reverse to remove it Read the value on the
from the thread. scale.

© .
¥
B

MNBENMSE, FANBNEREE, BERRREN.
KIREEARE, AF-nYE A ERER.
% 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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shaping your dreams

14 (L% ) BEIRAERAH

OSG Corporation

BREA (L) AEB
Mk _ESHKTFRKTES11338 KTRELS HT1HR110E1003-07585T
E3iE: 021-52552588; f€E: 021-58883300; k%% : 200051

BRLH (L) FHBEShT
Hht: FSATES S 1-2@AE 1004
EBiE: 0510-82739271; {&E: 0510-82739220; HB4w: 214074

KR (L) TSRS
itk SEHHEEKIC S 37BEE1801=
FHiE: 0553-5868160;  f&E: 0553-5868190;  HB4R: 241000

BREAL (i) NS
ik ZN T EIXEEEER 181 SEIRAET5112
EEiE: 0512-62388327; f&HE: 0512-62388320; HB4w: 215028

B (L) HuMiFmILEESET
Hehk: FNHARLUXEIR 86654k 31E1703=
E3iE: 0571-82757757; {EE: 0571-82757767; HB4R: 311215

BREAL (L) TS
ol I E TN ENXEEEE S KICBAE401-3=
EBiE: 0574-88161548; {8 0574-88134670; HMB4%: 315199

AL (L) TNDRE
Mok TN XMAITERS 157 SRFIHICREBA1701 5
E3iE: 020-38210423; f&€H: 020-38210425;  HB4%: 510610

R (L) RYIESRT
ik 3B EXERIEERER2129CE (RRMEIAAHM)
EBiE: 0755-83566532; {&E: 0755-83558854; HB4w: 518048

B (£8) IERmHRF
Hudlk: JEERTRRAPAXEEIIMAL19SERRAEARE18-05C
EiE: 010-85261018; f€H: 010-85261016;  HP4m: 100004

LA (L) REDAF
bt RiEMrE XD SRt — SR 3720/ 20072
EBIE: 022-23037566;  HB4w: 300100

BREA (Eig) XBIHNERSSAT
ik SHEEREHMEEES SELLEREAT1 Sht3 518551002
FHiE: 186-3092-1318;  B4R: 450016

BREAN (L) PaZBo5hT
Hht: FRRmARKRURA B EXR 1351435855301
EHiE: 029-88860594; f&E: 029-88860594;  HB4%: 710000

BRLH (L) RESATE]
ik REFAXIUCERRAEB2006
B3iE: 0411-87655185;  {&H: 0411-87655186; HE4R: 116600

BXEH (E) BRHAH
otk BEBHHACKERER30S AT 73 S#E285T1202=
EiE: 0532-66775787 f€H: 0532-66775797 HR4m: 266034

BRLA (L) TEPHESSAT
bt SEPATHEATEX XELHATS5S SEE HRINS#32-04
FHiE: 024-22852762 EH: 024-22852763 HR%m: 110021

B (EifE) KESSHR
Hohik: REDEHXAEELIKERRARES04S
EHiE: 0431-89388499; {5 0431-89230366; HF4H: 130012

BXEAL (L) BREB=SSFR
ol PERTHEVEX ARRERIUER27 S RERR215 152558035
EiE: 028-65783992; f&€H: 028-85005292; HRgm: 610042

XA (i) ERORA
ik BRTEI X RZEAESIK18S FiakiaEuL 41812-1
EiF: 023-67136872; HRgm: 401120

B (L) NS
bt iR TR X =PRI TERRB1EE2505%
EHiE: 027-85557360; &8 027-85557350;  HB4w: 430010

BRLA (L) RiDHESRT
gt RO THROXHETREE36541ESOHO 1613
E3iE: 0731-88620770;  {&H: 0731-88620770; Hp4m: 410000

Http://lwww.chinaosg.com

400 888 2086

9:00~12:00/13:00~17:00 RixEks*

E-mail:business@chinaosg.com
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