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AT-2

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

BRURL<E2DE! - 2.5DEY

Effective thread length 2 x D type and 2.5 x D type
M16 ~ M20 / No.8 ~ 12U
HEEIRA

Tapered pipe thread type

Rc (PT) 1 / YA6NPT ~ INPT _ .
HiHENN295K

29 new items added

The A Brand



%EEE%M%%%}EE mj%gz%-%jj Thread mill with end-cutting edge for high hardness steels

Helical drilling + threading can be done simultaneously!

AT- fﬁ}b © B shEIERTINT!

= 7]

Left-hand cut

I (st FB 25 a1

Long tool life is achieved by climb milling

Pt REARET), FrLOEEMTRE(ER.
/ Spindle rotation must be counterclockwise
’ ‘ due to the left-hand cut configuration.
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AN LHIEI7]

Roughing teeth

BT AR NN T YDE 7]k 55 B G fer

Roughing teeth are added to distribute the load

T lkfl! TY)ERR

DUROREY
iR=

DUROREY coating
E R SRR IR BT
iRE

Innovative new coating for
high-hardness steel

Y57 T]EY
[PAT. in Japan]

Special cutting edge shape

& 7JBET]

Bending of the tool can be controlled

/

.\

DUROREYZO0SGA T MEM IR,
DUROREY is a registered trademark of OSG Corporation

IR ENN T

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

BRGESEFL
Helical drilling
R
Threading

+

Timne
=24 T

Achieves 2 processes
with 1 tool!

BTN T T

ONCEFREZKEThreadPro

Thread Milling NC Code Generator Software

WebhThreadProB2k %

# AT-2{¥37 8 Webhiz

BRI

Creates programs easily

AT-2 is supported by Web version only

Web version of ThreadPro is now available
@B RAMEENNSEE RPRG

Reference value of tool radius offset

RO FEIMET AR

O:FFM=T R DCT

Diameter Correction Tool

REJIBEm

Stabilizes tool life

Reduces correction works
HIEBELP.19
Please refer to p. 19 for details.




Ria e EEERSEENINT!

Ideal for highly difficult high hardness steel applications! (@ 5SS

W fL+ BUSGTHIRERINT, MRS NINTAYX S

Helical drilling + threading can be done simultaneously, which reduces the risk of potential machining problems in the processing of high hardness steels

ek O i AT-2

Drill Tap

IF 1 IJ* 2
Process Process Process

TMURBHE, RFAHIAMNITE+S AT2AR 2RI BRRMRAITIR, Fr
E¥E, WIARRE - LARTLARRE IR T

With the AT-2, sudden breakage due to chip trouble are

Not only is threading a challenge, the prior process of drilling fizn 2
eliminated, enabling operators to work at ease

is also difficult, making this an uncomfortable procedure...

AT-2"T AN I BFHIREHEE PR T RARITRAIXEL.
o, BTFIEHEE, FUTLGRMIEEN SR I ENITRKEGE.

The risk of sudden tool breakage can be minimized by breaking chips into small and manageable pieces and evacuating them
smoothly. Since no pre-drilled hole is required, process integration and the risk of breakage can be avoided.

- Eéiiﬁm I:t B-E-{Eﬁﬁ% 'L( *,%‘fé r Egy%}ﬁ% Long and stable tool life with higher thread quality compared to cutting taps

SRR NFRER S S B %
Fﬁﬁlg AT-2 $6.2X16 P1.25 C,;bide?and tap fomi?h hardneEss steels }l-' 7;& Number of Holes
°° M8X1.25 3P 0 50 100 150 200
e\Fo:rEmjrial SKD11(60HRC) #ME Correction #ME Correction
IEIDES:S 45m/min 2m/min
Cutting Speed (2,310min") (80min~) AT-2 e s 2087,
YR 83mm/min . N
Feed (0.04mm/t) 100mm/min S -
S BZE4] 4
RIRT % 068Xx23.5mm(BA) | Cubicenandupror| ODOFUHoles  ETUTT
Drill Hole Size None Blind high hardness steels
RBARY M8x1.25
nternal Thread Size A
2 AEIRIE AIEM 75 IEESEP.3.
L2637, 5= 16mm(2D) % Please refer to p. 3 for evaluatlon method of cutting test.
Threading Length
LI e LR
Coolant Air blow Non-Water-soluble
{SEFRAT EMECIIT AL (BT40) Sz TG (BT40)
Machine Horizontal Machining Center Vertical Machinig Center
= ; S A
REASEENIN LB - SHIMEDUROREYIRE
DUROREY coating enables superior heat resistance and high toughness optimized for high-hardness steel milling! PAT.P in Japan
Elﬁj,m): Super Heat Resistanr Layer iﬁ%m]\i& Coating Structure
B 2ESICRBMARIFISRAIME, TRREFBN. SEEN. SR . — BmRE o
Iﬁj/ﬁ%?ﬁﬂﬂ Super Heat Resistant Layer
Smoothening of surface, high toughness and adhesion resistance due to the o BRHBRRERRE
SiC containing ultra-heat-resistance material and crystal miniaturization Uttra-Fine Periodic Nano-Layered Structure
WERERHUE ———_
ﬁ{%ﬁﬁiw*nﬁﬁ VA K—l:l*lj Ultra-Fine Periodic Nano-Layered Structure —_ Adhesion Strength Reinforcing Layer
-— EEEE———
BEIKEIRENTERENNEEE, EERENETTRSIEHES .

Crystal miniaturization and improvement of mechanical properties due to the
laminated structure of periodic nano-layer and wear-resistant layer

SESICHBMRAETBHEIKBRIREENE, BEESmRERTIERMERY Super heat resistant layer and ultra-fine periodic nano-layered

BT, SESSREIMH. st'ructure prqvide superiortoughness' while maintaining
BPEFERIEIN LAl HaE), ST TRIIKEHH, REQ23;;:5;5522r::;?pa;?i?\gaz\r/aeséoi: L‘?;Ilitﬁ:rc;ﬁess milling and achieves long tool life.
REE IRENEIE BE (GPa) | &MFHAIEE (C)| Mt MEHD | REEEE | WERYE | Esk i
Coating Color Coating Structure Hardness Oxidation Temperature Heat Resistance | Adhesion Strength | Surface Roughness| Wear Resistance | Welding Resistance Toughness
73 N7 =
e | ot | 41 1300 * o o * o °

() O—~O—Ye (FRfE)

Fair Best E
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t)] ﬁu iﬁgﬁ}l«$ﬁ|\ﬁ;£ Evaluation method of cutting test

OBNIBLUBERTSBIEABRRY
R BEMEF A,

Start the test by setting the 75% accuracy of internal
thread to be the target of acceptable pitch diameter.

BI:M8X1.25  pytzsrsErE6H (0~+0.160mm)

Example Accuracy of internal thread
BIfRE75% :+0.120mm
Target value
+0.160—
BixE
O ke 72
+0.10 8
Startto
target 75%

gepEe

Pi

itch Dia.

‘ +0.10

@UNERGP OUT, MUBHTAME,

WEEBIME.

Perform correction when a gauge-out
occurs and return to the target value.

+0.160

1BYE 0

Pitch Dia.

o $3.1x8P0.7 | $62X16P1.25 | ¢7.5X20P1.5
InTatet
Work Material SKD11(60HRC)
IHIERE 45m/min 45m/min 35m/min
Cutting Speed (4,621min™") (2,310min™) (1,485min™)
HEEE 46mm/min 83mm/min 56mm/min
Feed (0.011Tmm/t) (0.04mm/t) (0.038mm/t)
LA M4 X 0.7 M8 1.25 M10X 1.5
nternal Thread Size
IR E
Threading Length 7mm 14.8mm 18.5mm
BIHHF SRR
Coolant Air Blow
BT ST

e (BT40) (HSK63)

Horizontal Machining Center Vertical Machining Center

+0.120-
*

Number of holes ¥

GESOMO, HENTREHMNERRIMT
EEARESMLAL,
SN ERMINTESRESIE, HMTATIRES

Repeat steps 1 and 2 until processing after breakage or
correction is less than 5 continuous holes.
#If machining after correction is less than 5 consecutive holes,

itis judged as tool life.

+0.160
o K
» +0.10
gpEe
Pitch Dia. A

GP OUT

300

250

200

w1
o

100

50

%ﬁﬁ%;@ﬂt}] \E’U ’ ﬁﬂa’ﬂﬂﬁji'& Cutstanding durability by cutting with air-blow

BirE

75%
B

Restart to
target 75%

2957,

Holes
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2

Correction

c
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2
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=
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AT-2 EftARR

Competitor

M4Xx0.7

AT-2 EftiAEI

Competitor

M8X1.25

AT-2 HftbAS~m

Competitor

M10X1.5



[ | ED{E{EH%7J<?§'T$’£JJ E’Uiﬂﬂﬁﬂ&ﬂﬁﬁ%ﬁiﬂ’\]ﬂﬁjﬂﬁ Stable durability with water-soluble coolant

= ®4X10P0.8 $7.5X20P1.5
INIAAE
Work Material SKD11(60HRC)
HIEIERE 45m/min 45m/min
Cutting Speed (3,581min™") (1,910min™)
HHEERE 66mm/min 73mm/min
Feed (0.023mm/t) (0.038mm/t)
PG/ M5 0.8 M10X1.5
nternal Thread Size
BB
ThreadingTength 9.2mm 18.5mm
HIHH IR
Coolant Water-Soluble

EbEUINT G By w) 1 ST
v (BT40) (HSK63)

Horizontal Machining Center Vertical Machining Center

SRESHERBEIRIETIRIIN TR, EATLER
IR, FTLARTR > ST URATRT D,

Unlike processing with cutting taps, which often involves the use of non-
water-soluble coolant, water-soluble coolant can be used with the AT-2,

reducing the need to switch machines.

250
2044,
Holes
200
N §
i3] 2
S

w
o

Number of holes &ﬁ

o
o

50

i
Correction

457,

Holes

AT-2  ERAE~m

Competitor

M5X0.8

. EDEEZSDEQ%&KE&EEEDHI Stable threading of 2.5 x D made possible

'{I:EEEIE AT-297.5X25P1.5
ool

TR

Work Material SKD11(60HRC)
RS ) —
Cutting Speed 35m/min (1,485min™")
Eﬁgg 56mm/min(0.038mm/t)
PIEBIRYT

Internal Thread Size M10X1.5
BB

Threading Length 22.5mm
TR st

Coolant Air Blow
(SRR ZRINT AL (HSK63)
Machine Vertical Machining Center

AT-2  EtbAE~m

Competitor

M10X1.5

BR7
Chipping
189X
Holes
3
I"Q
WHE
200 i § }
S
180
c
5 1367,
160 T Holes
e
5
140 Y
I, 120
#
ﬁ 100
s
b 80
5 s
z %E g ’
60 ‘g
v
40
20
0
AT-2 Bt S=m
Competitor

SSETHIZEEEE (P.11 ~ P.15) SERESINTASEIF,

Refer to the cutting condition tables (p.11 ~ p.15) to select a suitable coolant for machining.

&



UDI&}E Cutting Data

. I”:IIGS H RCE"JP}*#H? ’ Eﬁ'rﬁAE’ﬂﬂﬁji'rﬁ Remarkable durability in 65 HRC work material

L AT-2 $4X10 P0.8

ool

PR EEs SKH#8% (65HRC)

Work Material Equivalent to SKH

FIELERE : o
Cutting Speed 45m/min (3,581min™")

i;&éﬁiEE 29mm/min (0.0Tmm/t)
eed

PSR

Internal Thread Size M5x0.8

YR

Threadinngength 8mm(2D)

HAIH e

Coolant Air Brow

EFEH BN

Machine Horizontal Machining Center

AT-2

}Lﬁ Number of Holes

? 1}0 ZP 3P 4}0 SP

443,

Holes

. ED{%%IE6OH RCE(J%%R?@X@EI%E}]DI Stable processing is made possible even in tapered pipe threads of 60 HRC

ERTH

Tool AT-2 $5.76X16.8 Rc28

InTA#

Work Material SKD11(60HRC)

IEDEIES . .
Cutting Sxpeed 45m/min (2,512min™")

;L#ggjgyg 39mm/min(0.01mm/t)
eed

RIS RT

Internal Thread Size Rc1/8-28

LGS

Threadinngength 6.2mm

bl =izl o3t

Coolant Air Blow

EFEHUR ZRINTHL (BT40)

Machine Vertical Machining Center

%‘@%ME’J%&%&%@Y?]DI Processing of tapered pipe threads in general steel

ERTR

Tool AT-2 $5.76X16.8 Rc28

InIHaw

Work Material STAVAX(50HRC) | NAK80(40HRC) S45C

DAl : —
Cutting Speed 45m/min(2,512min™)

iﬁgﬁ@g 39mm/min(0.01Tmm/t)
eed

PEEIRY !

Internal Thread Size Rc1/8-28

RO

Threadinngength 6.2mm

HAIHF ot

Coolant Air Blow

EFEHR ZEINT AL (BT40)

Machine Vertical Machining Center

100
907,
Holes
80
"
i 2
S 583,
7, 60 Holes
#
:
3
S
20
0
AT-2 Bt
Competitor
300 T4k
Still Running
250
200
L
#
E: 150 2§9}L
3 2453,
g Holes
: 100
Still Running
50
707
Holes
0
STAVAX : 50HRC NAK80 : 40HRC 5$45C

s



ARG ARTMTTIEESEP 3,

Please refer to p. 3 for evaluation method of cutting test.

W BN{H7ESTAVAX(50 HRCEA) I,

mgﬁﬁﬁﬁﬂ'ﬂmﬁﬁ Excellent durability even in STAVAX (around 50 HRC)

fEAIR
Tool AT-2 7.5X20P1.5 350 3107
IIDI*Z*SI’ Holes
Work Material STAVAX(53HRC) SKD61(50HRC) 300
TR : - c
Cutting ;)eed 55m/min(2,331min™") % 250 "
TS IEE
i 89mm/min(0.038mm/t) . S
IR R T 3
Internal Thread Size M10x1.5 'E 150
EEKE =
Threading Length 18mm 100
A Tee] 543t 5
Coolant Air Blow EE|‘ g }
{EFEH EbECINTC (BT40) 50 S
Machine Horizontal Machining Center

0

STAVAX:53HRC  SKD61:50HRC

iﬁﬁmmﬂ%ﬁ?bﬂ]: Stable performance even in general steels

L AT-2 ¢3.1X8 P0.7 1000
TR 900
Work Material 55400 $50C 800
TR 45m/min 85m/min
Cutting Speed (4,621min™) (8,728min™) % 700
HHAIERE 46mm/min 86mm/min 2 600 2
Feed (0.011Tmm/t) (0.011Tmm/t) 2
PR R 3 500
Internal Thread Size M4 x0.7 E L
B il
= I>Z.
Threading Length 7mm(2D) 300
R KBTI EHF
Coolant Water-Soluble 200
EFEH ZRINTHG 00—
Machine Vertical Machining Center
0

HTFAFERBRE, BxuER T TIETRIKE.
ok, TRtha s,

Since there is no cutting chip trouble, it is effective for avoiding the
risk of tool breakage. Processing consolidation is also made possible.

SETHIZMAEER (P11 ~ P.15) 1®FE

S50C

BN TATSAD.

Refer to the cutting condition tables (p.11 ~ p.15) to select a suitable coolant for machining.

&



%EE}E%@%%,E?J m,%gz%%ﬂ Thread mill with end-cutting edge for high hardness steels

AT-2 z
without Coolant Hole 8
o a
BRI E2DEY
E° ective thread length 2 x D type =T - -
(&)
el w '
LF
L z
with Coolant Hole 8
|
— pEED | BEEAT], FRLAEEms(EA. O?: J
CARBIDE DUROREY m FEED SpindI:Erolation must be ctﬁunterclo];wise due to the e Ly
hé P11~P15  left-hand cut conyguration. LF
ﬁ%&ﬁ:'% M Bf:mm Unitmm
I BRANIIE EIEES 2R | RAESKE| @K e g | Wil | B
EDP No. Thread Size Max. Processing Dia. DC LF Maximum threading length L DCON Flutes Oil Hole |  Stock
8331200 M 3X0.5 4.2 24 50 6 7.2 6 4 - L
8331201 M 4Xx0.7 5.3 3.1 50 8 9.7 6 4 = L
8331202 M 5X0.8 7 4 50 10 12 6 4 - L
8331203 M 6 X1 8 4.6 50 12 14.5 6 4 = B L
8331204 M 8X1.25 10.9 6.2 70 16 19.1 10 4 - L
8331205 M10 X1.5 13.2 7.5 70 20 23.7 10 4 Yes L
8331206 M12 X1.75 15.9 9 80 24 283 10 4 Yes o
8331240 M16 X2 21.1 11.7 100 32 37 12 4 Yes g
8331241 M18 X2.5 25.1 14 135 36 42.2 16 4 Yes | D g
8331242 M20 X2.5 28.5 15.7 135 40 46.2 16 4 Yes O

@ =iRERFR @=Standard stock item

V)

O = EnEEFR (FIAER. )

O =Limited standard stock item

% =NEW SIZES

BE{7:mm Unitmm

NIE BAINTIAE EEINES &R | RARBSKE| MK e 1% | Bl | EE

Thread Size Max. Processing Dia. DC LF Maxmum threading length LU DCON Flutes | Oil Hole | Stock
8331246 |No. 8-32UNC 5.2 3.1 50 833 10.3 6 4 - O
8331247 | No.10-24UNC 6.1 3.7 70 9.65 12.2 6 4 = 6
8331248 Ya - 20UNC 7.6 4.55 70 12.7 15.8 6 4 - O]
8331249 Ya - 28UNF 8 4.55 70 12.7 14.9 6 4 ~ Ip E
8331250 %e - 18UNC 9.7 5.7 80 15.88 19.4 10 4 - O
8331251 ¥ - 16UNC 11.6 6.7 80 19.05 23 10 4 = O]
8331252 76 - 14UNC 133 7.7 80 22.22 26.7 10 4 Yes 6
8331253 %2 -13UNC 16.2 9.2 80 254 30.2 10 4 Yes O]

- AT-28PIEEN TE /.

- ThreadProfIB&{RERNEFMEIR "BATDMHE" .

X IZhEskF ARG E R IN AR SR A(E.
INTEBTRANN TIPSR TR, BHHTREFLINT.

. *lj_‘i/qi%ﬁﬂ Guide for Icons
n *ZE Tool Materials

P
carpipe  EREE
Tungsten Carbide

O = EnEEER (BRAET. )

- AT-2 is only for milling internal threads.
- Please select "single-feed" for the path type in ThreadPro.

*1 This is the maximum value when helical drilling and threading take place at the
same time. Please make a pre-drilled hole when machining an internal thread

O=Limited standard stock item

% =NEW SIZES

size that exceeds the maximum processing diameter.

;EE%EE Surface Treatment

BN DUROREY BB
DUROREY  DUROREY Coating

7@%5 Shank

L stk N =i
hé6

Tolerance for Shank Diameter

n tﬂﬁ”%ﬁ: Cutting Conditions

SPEED
FEED

RIRIFA RS

Indicates page no. for recommended conditions.

DDI!{%@%EF% Thread Type

REREA

for Internal Thread

s




%EEE%M%%F&E mgigz%%)j Thread mill with end-cutting edge for high hardness steels

RO 1 M

A I - 2 Tl z
without Coolant Hole 8
a
S P |
ARURLIKE2.5DE S
Effective thread length 2.5 x D type
(&
el w
LF |
il z
with Coolant Hole 8
[m]
B e ey, o OPRRE SPPER PSPPI SOSSSTTOIS TSP S SPTPRPITTS |
— seED  EARZAT], FRLABSEMINEEGER. 8
CARBIDE DUROREY m FEED Spindle rotation must be counterclockwise due to the e LU
hé P11~P15  left-hand cut configuration. LF

BfZ:mm  Unitmm

Bms INI&A BRAIITE MR 2K | BRKBYKE| @K R 1 | HEL | R

EDP No. Thread Size Max. Processing Dia. DC LF Maximum threading length LU DCON Flutes Qil Hole Stock
8331207 | M 3x0.5 4.2 24 50 7.5 8.7 6 4 - °
8331208 | M 4x0.7 5.3 3.1 50 10 117 6 4 - )
8331209 | M 5x0.8 7 4 50 125 145 6 4 - )
8331210 | M 6x1 8 46 50 15 175 6 4 - |sl@®
8331211 | M 8x1.25 10.9 6.2 70 20 23.1 10 4 - )
8331212 | M10x1.5 13.2 7.5 70 25 28.7 10 4 | Yes | @]
8331213 | M12x1.75 15.9 9 80 30 343 10 4 | Yes | | @]
8331243 | M16x2 21.1 17 | 100 40 45 12 4 | Yes O
8331244 | M18x2.5 25.1 14 135 45 51.2 16 4 | Yes |D|O]
8331245 | M20x2.5 285 157 | 135 50 56.2 16 4 | Yes | |O]

@ =infEEFR @=Standard stockitem O = #iREEFER (BFIAER. ) O-=Limited standard stock item

% =NEW SIZES

- AT-2 8RS T,
- ThreadProfyg{=KEIEIRR "BTIHE" .
1 IRFEREFLAIRS G HI R IN TATAI SR A(E.

INTBRERAINTERNIRIENRTR, BEHTEAINT.

BEERIFEASATEWAR,

Please contact our sales staff for more information.

ﬁ?iflﬂl% U BEAI:mm  Unitmm
AmS nTE RANTRS EEIRES 2R | BRANEMKE | @K e g | mL | EF
EDP No. Thread Size Max. Processing Dia. DC LF Maximum threading length LU DCON Flutes Oil Hole Stock
8331254 | No. 8-32UNC 5.2 3.1 50 10.42 124 6 4 - O
8331255 |No.10-24UNC 6.1 3.7 70 12.07 14.7 6 4 = 6
8331256 Ya - 20UNC 7.6 4.55 70 15.88 19 6 4 - 6
8331257 Va - 28UNF 8 4.55 70 15.88 18.1 6 4 = D E
8331258 %he - 18UNC 9.7 5.7 80 19.85 233 10 4 - O
8331259 ¥ - 16UNC 11.6 6.7 80 23.81 27.7 10 4 = 6
8331260 746 - 14UNC 133 7.7 80 27.78 323 10 4 Yes 6
8331261 %2 -13UNC 16.2 9.2 80 31.75 36.6 10 4 Yes 6
O =ftpEERER (BHAER. ) O=limited standard stock item
- TRRBEIESEp. 7, - See p.7 for explanation of icons. # =NEW SIZES

- AT-2is only for milling internal threads.

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

*1 This is the maximum value when helical drilling and threading take place at the
same time. Please make a pre-drilled hole when machining an internal thread
size that exceeds the maximum processing diameter.

BARHARR TR,

Custom order with specific requests on diameter, length and accuracy is accepted.

&



%EE}E%M%%,E?] ﬁ%ﬂ%ﬁ%ﬂ Thread mill with end-cutting edge for high hardness steels

AT-2

HEEIRA

Tapered pipe thread type

FoiHFL

without Coolant Hole

DCON

: 1
i

LF
CARBIDE m\, T P::PEEEEE:S ﬁ?:%@n?;%é?ﬁﬁ%ﬁiﬁ fothe
%&*ﬁp% : Rc (PT) B{:mm Unitmm
nIE Crll TEIME | 21K | RNIEQKE | K | R | 1B | L | EF
EDP No. Thread Size | Applicable size for pre-drilled hole DC LF | Maximum threadinglength | LU DCON | Flutes | OilHole | Stock
8331214 Yie - 28 Vs - 28 (94~8.2) 28 4.86 70 15.8 18 6 4 - (
8331215 g - 28 = 28 5.76 70 16.8 19 6 4 = ?
8331216 Va - 19 3 -19(96~14.4) | 19 7.98 80 24.76 28 10 4 — |B ?
8331217 38 - 19 = 19 9.68 80 24.76 28 10 4 == i
8331218 1 - 14 3/4 - 14 (p8~23) 14 11.61 110 30.6 35 12 4 - ?
8331219 1T -1 1 -11(¢10~29) 11 15.54 135 394 45 16 4 — |D|O
@ =iRAEFR @=Standard stockitem O = #IREEFR (BHIAERF. ) O=limited standard stock item
% =NEW SIZES
i?@(ﬁ% : NPT BA:mm  Unitmm
BmS nI& [RFLIEARYT Crll MR | 2K | RNIEQKE | MK | R | 1385 | el | ER
EDP No. Thread Size Applicable size for pre-drilled hole DC LF Maximum threading length LU DCON Flutes | OilHole | Stock
8331234 Yie - 27 Vs-27 (4~8.43) 27 4.86 70 15.7 18 6 4 - O
8331235 Vg - 27 = 27 5.76 70 16.7 19 6 4 = O
8331236 Va - 18 3/8-18 (6~14.27) 18 7.98 80 24.5 28 10 4 - D O
8331237 38 - 18 = 18 9.68 80 24.5 28 10 4 = O
8331238 2 - 14 3/4-14 (¢ 8~17.86) 14 11.61 110 30.5 35 12 4 - O
8331239 1 -11% (1 -11% (¢10~28.98)| 11.5 | 15.54 135 39.6 45 16 4 = O
O = ftniEEFR (BAER. ) O=Limited standard stock item
% =NEW SIZES

- FRRIREFIES .7,

- AT-2 8PN TEHA.

- ThreadProfy&=3RIERER "BTIHHE" .

¥ I LEFLE TSN TR I TR .
Rc(PT)1-11%01-11 /NPT%ETEE}LIIDID

BEERIFEHAATEIAR,

Please contact our sales staff for more information.

- See p.7 for explanation of icons.
- AT-2 is only for milling internal threads.
- Please select "single-feed" for the path type in ThreadPro.
*1 Machinable size for threading after pre-drilled hole.
Rc (PT) 1-11 and 1-11 /* NPT require pre-drilled hole.

AR ARR THIARGR.

Custom order with specific requests on diameter, length and accuracy is accepted.

s



W SEENEARINTNEIME (DC) Zi8TH! 1
THERRIIMER T,
The standard outer diameter (DC) of the tapered
pipe type represents the dimension of the outer
diameter of the central cutting edge.

IRASFRNEN]

A vast lineup of thread gauges is available.

AT TERNEMT A NEMER T RS EIRA A IMEEN

Tapered pipe thread plug gauges for inspecting the minor diameter that cannot be inspected with a tapered pipe thread gauge

(R)

ZS
T

1

RSN
DC

|t
%

IR ) RN TSR AIIEE TH

Thread mills are ideal for machining tapered pipe threads

BEELYE, ERES, JNIMEEsSa
[SIElELA

High-precision threading can be achieved with no stop marks

and high roundness
BIE L

Stop Marks

LAHEINT BREEATIINT
Processing by tap Processing by thread mill
— jn o
W T T AR IR B 22 S R A s TR

Capable of processing even shallower tapered threads than
tapered pipe taps PR IR
BNERRFLRIL, LLETREBARERUENERT, B o banery et beney
ST A AR R AR R IR SUS R IN T LUARIR SN i
IR ERE, _ R
Even if the drill hole is shallow and the tap cannot be inserted to the gauge gg _ Tﬁ ?‘g%
diameter position, a thread mill can process tapered threads that are L SHx E B
shallower than the short thread standard by specifying the thread length £ f} % g —_—1 % E
through programming. g BEJJZ %}E % =

ZHEINT BREEATIINT

Processing by tap Processing by thread mill

(PT)
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tJJ ﬁu%ﬁ:g;&% Cutting Conditions

T HEL W e o e o o i
e igh Carbon Steel Alloy Steel
~C0.25% C0.25%~ SCM
HEEII R IR I MELEN R IR
Recommended Coolant Water-Soluble Water-Soluble Water-Soluble
cﬂﬁ%%féd 80 ~160 60 ~120
(m/min)
s T waE  pseE senE R AR R e nmEE SOHAE
Thread Thread Size Sp_eefi Feed_ Feed per Tooth Spggg Feed‘ Feed per Tooth Sp_ee4d Feed_ Feed per Tooth
(min™) (mm/min) (mm/t) (min™) (mm/min) (mm/t) (min™) (mm/min) (mm/t)
M 3 X0.5 24 5,968 48 0.01 10,610 85 0.01 7,958 64 0.01
M 4 X0.7 3.1 4,621 62 0.015 8,214 111 0.015 6,161 83 0.015
M 5 X0.8 4 3,581 49 0.017 6,366 87 0.017 4,775 65 0.017
M 6 X1 4.6 3,114 58 0.02 5,536 103 0.02 4,152 78 0.02
M M 8 X1.25| 6.2 2,310 62 0.03 4,107 111 0.03 3,080 83 0.03
M 10 X1.5 7.5 1,910 67 0.035 3,395 119 0.035 2,546 89 0.035
M12 X1.75| 9 1,592 72 0.045 2,829 127 0.045 2,122 95 0.045
M16 X2 1.7 1,224 72 0.055 2,176 129 0.055 1,632 96 0.055
M18 X25 |14 1,023 55 0.06 1,819 97 0.06 1,364 73 0.06
M20 X25 |15.7 912 51 0.065 1,622 91 0.065 1,216 68 0.065
No. 8-32UNC| 3.1 4,621 47 0.01 8,214 84 0.01 6,161 63 0.01
No.10 -24UNC| 3.7 3,871 54 0.015 6,882 96 0.015 5,162 72 0.015
Va -20UNC| 4.55 3,148 89 0.025 5,597 159 0.025 4,197 119 0.025
Ya -28UNF | 4.55 3,148 89 0.025 5,597 159 0.025 4,197 119 0.025
u %6 -18UNC| 5.7 2,513 85 0.03 4,468 151 0.03 3,351 113 0.03
3 -16UNC| 6.7 2,138 89 0.035 3,801 158 0.035 2,851 118 0.035
746 -14UNC| 7.7 1,860 91 0.04 3,307 162 0.04 2,480 122 0.04
2 -13UNC| 9.2 1,557 77 0.045 2,768 137 0.045 2,076 103 0.045
Yhe - 28 4.86 2,982 %1 0.025 5,302 %1 0.025 3,976 %1 0.025
Vs - 28 5.76 2,512 *1 0.03 4,465 %1 0.03 3,349 %1 0.03
Rc YVa- 19 7.98 1,814 %1 0.04 3,225 %1 0.04 2,419 %1 0.04
(PT) - 19 9.68 1,493 %1 0.045 2,654 %1 0.045 1,990 %1 0.045
2 - 14 11.61 1,246 %1 0.055 2,215 *1 0.055 1,661 %1 0.055
1T -1 15.54 930 %1 0.065 1,654 1 0.065 1,240 %1 0.065
Ve - 27 4.86 2,984 %1 0.025 5,304 %1 0.025 3,978 %1 0.025
Vs - 27 5.76 2,513 %1 0.03 4,467 %1 0.03 3,350 %1 0.03
NPT Ya- 18 7.98 1,815 %1 0.04 3,227 *1 0.04 2,420 %1 0.04
- 18 9.68 1,493 %1 0.045 2,655 %1 0.045 1,991 %1 0.045
2 - 14 11.61 1,246 %1 0.055 2,215 %1 0.055 1,661 %1 0.055
1 -11%| 1554 930 %1 0.065 1,653 %1 0.065 1,240 %1 0.065
1. BURTFRREINTAIFLIR. %1, Values vary depending on the depth of hole to be machined.
1. WEIRIRAEDERDINEE, INTAEEERNCRIZRA ThreadProtI AR, 1. This cutting condition table shows standard values. When machining, it is
2. SIRIETAAIRIME, M. EENIMESITETIYIEE. ;_e;\ic;r;drgfgded to use the program created by the NC code generator software
3. iB5157) EfRaS BT S ) IR, o ) - ) - .
4 TSN, WSLERIAN SRBOTAN. 5, SRALS, B e e eaiaing conditions depending on the rgidity of machine, too!

§ . R 3. Tool vibrations should be kept at a minimum level for maximum accuracy.

5. EARET), FLASEMYEEER. 4. When machining magnesium alloy materials, please use the coolant oil
recommended by the coolant oil manufacturer. Please also properly dispose the
cutting chips to prevent fire hazards.

5. Spindle rotation must be counterclockwise due to the left-hand cut configuration.



VEETEN

InTzst Hardened Steel
Work Material
25~45HRC 45~50HRC 50~65HRC
HEFFLIERF %
Recommended Coolant Air Blow
Cﬁgﬁug%rgd 35~75 35~65 35~55
(m/min)
Sk TR b 2L HRIRE BHEGE| BE HERE |BIHEE| R HEERE |ZHEE
Thread Thread Size Spgefl Feed‘ Feed per Tooth Spge4d Feed_ Feed per Tooth Spgefl Feed‘ Feed per Tooth
(min™) (mm/min) (mm/t) (min™) (mm/min) (mm/t) (min™) (mm/min) (mm/t)
M 3 X0.5 24 5,968 48 0.01 5,968 48 0.01 5,968 48 0.01
M 4 X0.7 3.1 4,621 62 0.015 4,621 62 0.015 4,621 62 0.015
M 5 X0.8 4 3,581 49 0.017 3,581 49 0.017 3,581 49 0.017
M 6 X1 4.6 3,114 58 0.02 3,114 58 0.02 3,114 58 0.02
M M 8 X1.25| 6.2 2,310 62 0.03 2,310 62 0.03 2,310 62 0.03
M 10 X1.5 7.5 1,910 67 0.035 1,910 67 0.035 1,910 67 0.035
M12 X1.75| 9 1,592 72 0.045 1,592 72 0.045 1,592 72 0.045
M16 X2 1.7 1,224 72 0.055 1,224 72 0.055 1,224 72 0.055
M18 X25 |14 1,023 55 0.06 1,023 55 0.06 1,023 55 0.06
M20 X2.5 |15.7 912 51 0.065 912 51 0.065 912 51 0.065
No. 8 -32UNC| 3.1 4,621 47 0.01 4,621 47 0.01 4,621 47 0.01
No.10 -24UNC| 3.7 3,871 54 0.015 3,871 54 0.015 3,871 54 0.015
Va -20UNC| 4.55 3,148 89 0.025 3,148 89 0.025 3,148 89 0.025
Ya -28UNF | 4.55 3,148 89 0.025 3,148 89 0.025 3,148 89 0.025
U %e -18UNC| 5.7 2,513 85 0.03 2,513 85 0.03 2,513 85 0.03
38 -16UNC| 6.7 2,138 89 0.035 2,138 89 0.035 2,138 89 0.035
746 -14UNC| 7.7 1,860 91 0.04 1,860 91 0.04 1,860 91 0.04
2 -13UNC| 9.2 1,557 77 0.045 1,557 77 0.045 1,557 77 0.045
Yhe- 28 4.86 2,982 *1 0.025 2,982 *1 0.025 2,982 %1 0.025
Vs - 28 5.76 2,512 %1 0.03 2,512 %1 0.03 2,512 %1 0.03
Rc Ya- 19 7.98 1,814 %1 0.04 1,814 %1 0.04 1,814 %1 0.04
(PT) - 19 9.68 1,493 %1 0.045 1,493 %1 0.045 1,493 %1 0.045
Y2 - 14 11.61 1,246 *1 0.055 1,246 #1 0.055 1,246 %1 0.055
T -1 15.54 930 %1 0.065 930 %1 0.065 930 %1 0.065
Yie- 27 4.86 2,984 %1 0.025 2,984 %1 0.025 2,984 %1 0.025
Vs - 27 5.76 2,513 %1 0.03 2,513 %1 0.03 2,513 %1 0.03
NPT YVa- 18 7.98 1,815 *1 0.04 1,815 %1 0.04 1,815 %1 0.04
- 18 9.68 1,493 *1 0.045 1,493 %1 0.045 1,493 %1 0.045
2 - 14 11.61 1,246 %1 0.055 1,246 %1 0.055 1,246 %1 0.055
1 - 11%|15.54 930 %1 0.065 930 %1 0.065 930 %1 0.065
K1 BURTRIEINTAYFLIR. %1. Values vary depending on the depth of hole to be machined.
1. WHIEISHEERDIEE. INTRHEEERNCHRZR 4 ThreadProf2A9ER. 1. This cutting condition table shows standard values. When machining, it is
2. SRIETHRONINE, UM, SEERINIMSMS IS TN, ;_iiz?dnsfgded to use the program created by the NC code generator software
3. {557 EiRais B IS/ \PRERT . o ) - ) o .
4 DTHESE, HELRIRN FRBETN, . SRR, B eering conditions depending on the rgidlty of machine, too!

8 . . 3. Tool vibrations should be kept at a minimum level for maximum accuracy.

5. ERRAET), FrLASEMmEEEER. 4. When machining magnesium alloy materials, please use the coolant oil
recommended by the coolant oil manufacturer. Please also properly dispose the
cutting chips to prevent fire hazards.

5. Spindle rotation must be counterclockwise due to the left-hand cut configuration.



tJJ ﬁu%ﬁ:g;&% Cutting Conditions

= = [ ===
pi[ Iy S Z:i%%m - TR Caif fEel. -iéfﬁrénﬁ;%ﬁ%st Cﬁgjpﬂiifg]ss' Eﬁ;ﬂ?ﬁi{tﬁg‘ Bﬁfjflgjze
Work Material Stainless Steel - Tool Steel o Cu- Bs- BsC- PB
SUS304 - SKD SC- FC- FCD ~20HRC 20HRC~
HEETEIHRF IR i€ IKB LR
Recommended Coolant Water-Soluble Air Blow Water-Soluble
cﬂﬁ%’igd 35~100 35~100 35~75
(m/min)
wnx T wa e o0l I o shaE SikE AR STHAR
Thread Thread Size Spge:i Feed‘ Feed per Tooth Spggg Feed‘ Feed per Tooth Spge:i Feed‘ Feed per Tooth Feed‘ Feed per Tooth
(min™) (mm/min)  (mm/t) (min™) (mm/min) | (mm/t) (min™) (mm/min)  (mm/t) (mm/min)  (mm/t)
M 3 X0.5 24 5,968 48 0.01 7,958 64 0.01 7,958 64 0.01 5,968 48 0.01
M 4 X0.7 3.1 4,621 62 0.015 6,161 83 0.015 6,161 83 0.015 4,621 62 0.015
M 5 X0.8 4 3,581 49 0.017 4,775 65 0.017 4,775 65 0.017 3,581 49 0.017
M 6 X1 4.6 3,114 58 0.02 4,152 78 0.02 4,152 78 0.02 3,114 58 0.02
M M 8 X1.25| 6.2 2,310 62 0.03 3,080 83 0.03 3,080 83 0.03 2,310 62 0.03
M10 X1.5 7.5 1,910 67 0.035 2,546 89 0.035 2,546 89 0.035 1,910 67 0.035
M12 X1.75| 9 1,592 72 0.045 2,122 95 0.045 2,122 95 0.045 1,592 72 0.045
M16 X2 11.7 1,224 72 0.055 1,632 96 0.055 1,632 96 0.055 1,224 72 0.055
M18 X2.5 |14 1,023 55 0.06 1,364 73 0.06 1,364 73 0.06 1,023 55 0.06
M 20 X2.5 | 15.7 912 51 0.065 1,216 68 0.065 1,216 68 0.065 912 51 0.065
No. 8 -32UNC| 3.1 4,621 47 0.01 6,161 63 0.01 6,161 63 0.01 4,621 47 0.01
No.10 -24UNC| 3.7 3,871 54 0.015 5,162 72 0.015 5,162 72 0.015 3,871 54 0.015
Va -20UNC| 4.55 3,148 89 0.025 4,197 119 0.025 4,197 119 0.025 3,148 89 0.025
Va -28UNF | 4.55 3,148 89 0.025 4,197 119 0.025 4,197 119 0.025 3,148 89 0.025
U %6 -18UNC| 5.7 2,513 85 0.03 3,351 113 0.03 3,351 113 0.03 2,513 85 0.03
3/3 -16UNC| 6.7 2,138 89 0.035 2,851 118 0.035 2,851 118 0.035 2,138 89 0.035
746 -14UNC| 7.7 1,860 91 0.04 2,480 122 0.04 2,480 122 0.04 1,860 91 0.04
2 -13UNC| 9.2 1,557 77 0.045 2,076 103 0.045 2,076 103 0.045 1,557 77 0.045
Yhe- 28 486 | 2,982 %1 0.025 3,976 *1 0.025 3,976 *1 0.025 2,982 %1 0.025
Vs - 28 5.76 2,512 %1 0.03 3,349 %1 0.03 3,349 %1 0.03 2,512 %1 0.03
Rc Ya- 19 7.98 1,814 %1 0.04 2,419 %1 0.04 2,419 %1 0.04 1,814 %1 0.04
(PT) - 19 9.68 1,493 %1 0.045 1,990 %1 0.045 1,990 %1 0.045 1,493 %1 0.045
2 - 14 11.61 1,246 *1 0.055 1,661 #1 0.055 1,661 *1 0.055 1,246 %1 0.055
1T -11 15.54 930 %1 0.065 1,240 %1 0.065 1,240 %1 0.065 930 %1 0.065
Yie- 27 486 | 2,984 %1 0.025 3,978 %1 0.025 3,978 %1 0.025 2,984 %1 0.025
Vs - 27 576 | 2,513 %1 0.03 3,350 %1 0.03 3,350 %1 0.03 2,513 %1 0.03
NPT Va- 18 7.98 1,815 *1 0.04 2,420 %1 0.04 2,420 *1 0.04 1,815 *1 0.04
3 - 18 9.68 1,493 *1 0.045 1,991 %1 0.045 1,991 %1 0.045 1,493 1 0.045
2 - 14 11.61 1,246 %1 0.055 1,661 %1 0.055 1,661 %1 0.055 1,246 %1 0.055
1 - 11%|15.54 930 %1 0.065 1,240 %1 0.065 1,240 %1 0.065 930 %1 0.065

1 BURTAEINTAIFLIR.

1. WADRISRRER R, INTAEFERNCHRIZR ThreadProBIZRIIER.

2. EIRIETHAORIE, M. RESRIMEELRETIEIREMG.

3. BT BRI R SRR (E .

4. INTEASR, BSUERTIBIERI SRIEFIRIRT. &8, MEEMETE,
PASIERK K,

5. BARET), FLAEEmTEEsEr.

1. Values vary depending on the depth of hole to be machined.

1. This cutting condition table shows standard values. When machining, it is
recommended to use the program created by the NC code generator software
ThreadPro.

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

3. Tool vibrations should be kept at a minimum level for maximum accuracy.

4. When machining magnesium alloy materials, please use the coolant oil
recommended by the coolant oil manufacturer. Please also properly dispose the
cutting chips to prevent fire hazards.

5. Spindle rotation must be counterclockwise due to the left-hand cut configuration.



RELHEIN - SAEEHEM

FEESHM - FoSHl

INIT## Aluminum Rolled Steel - Aluminum Alloy Magnesium Alloy Casting - Zinc Alloy Casting Tg(rﬁn%ﬁiy
Work Material Casting MC- ZDC Ti-6Al-4V
AL- AC- ADC
HEE R KB HIHF KB EEF AR
Recommended Coolant Water-Soluble Water-Soluble Water-Soluble
o 35~100 35~55
(m/min)
s TE ww psrE s0i2E EIRR A i HREE STNAR
Thread Thread Size Spgefl Feed‘ Feed per Tooth Spge4d Feed_ Feed per Tooth Spggg Feed‘ Feed per Tooth
(min™) (mm/min) (mm/t) (min™) (mm/min) (mm/t) (min™) (mm/min) (mm/t)
M 3 X0.5 24 10,610 85 0.01 7,958 64 0.01 5,968 48 0.01
M 4 X0.7 3.1 8,214 111 0.015 6,161 83 0.015 4,621 62 0.015
M 5 X0.8 4 6,366 87 0.017 4,775 65 0.017 3,581 49 0.017
M 6 X1 4.6 5,536 103 0.02 4,152 78 0.02 3,114 58 0.02
M M 8 X1.25| 6.2 4,107 11 0.03 3,080 83 0.03 2,310 62 0.03
M10 X1.5 7.5 3,395 119 0.035 2,546 89 0.035 1,910 67 0.035
M12 X1.75| 9 2,829 127 0.045 2,122 95 0.045 1,592 72 0.045
M16 X2 11.7 2,176 129 0.055 1,632 96 0.055 1,224 72 0.055
M18 X25 |14 1,819 97 0.06 1,364 73 0.06 1,023 55 0.06
M20 X2.5 |15.7 1,622 91 0.065 1,216 68 0.065 912 51 0.065
No. 8 -32UNC| 3.1 8,214 84 0.01 6,161 63 0.01 4,621 47 0.01
No.10 -24UNC| 3.7 6,882 96 0.015 5,162 72 0.015 3,871 54 0.015
Va -20UNC| 4.55 5,597 159 0.025 4,197 119 0.025 3,148 89 0.025
Ya -28UNF | 4.55 5,597 159 0.025 4,197 119 0.025 3,148 89 0.025
U %6 -18UNC| 5.7 4,468 151 0.03 3,351 113 0.03 2,513 85 0.03
3/3 -16UNC| 6.7 3,801 158 0.035 2,851 118 0.035 2,138 89 0.035
746 -14UNC| 7.7 3,307 162 0.04 2,480 122 0.04 1,860 91 0.04
2 -13UNC| 9.2 2,768 137 0.045 2,076 103 0.045 1,557 77 0.045
Yhe- 28 4.86 5,302 %1 0.025 3,976 %1 0.025 2,982 %1 0.025
Vs - 28 5.76 4,465 %1 0.03 3,349 %1 0.03 2,512 *1 0.03
Rc Ya- 19 7.98 3,225 %1 0.04 2,419 %1 0.04 1,814 %1 0.04
(PT) - 19 9.68 2,654 %1 0.045 1,990 %1 0.045 1,493 %1 0.045
2 - 14 11.61 2,215 *1 0.055 1,661 R 0.055 1,246 %1 0.055
1T -1 15.54 1,654 %1 0.065 1,240 %1 0.065 930 *1 0.065
Yie- 27 4.86 5,304 %1 0.025 3,978 %1 0.025 2,984 %1 0.025
Vs - 27 5.76 4,467 %1 0.03 3,350 %1 0.03 2,513 %1 0.03
NPT YVa- 18 7.98 3,227 %1 0.04 2,420 %1 0.04 1,815 %1 0.04
- 18 9.68 2,655 *1 0.045 1,991 %1 0.045 1,493 *1 0.045
2 - 14 11.61 2,215 *1 0.055 1,661 %1 0.055 1,246 %1 0.055
1 - 11% 1554 1,653 *1 0.065 1,240 %1 0.065 930 *1 0.065

L BURTFAREMTAIFLR.

1. EEIEISR AR ERDREE. INTRHEFERNCRIZZR{E Thread ProtIEHIFE .

2. iERIETHRININE, HU. SREARNEE ST E RIS,

3. BT BiRais E I S SRR ER.

4. INTEASR, BSUERTIEIIT SREFRIEIRA. &8, GEEMEEE,
LAGRIERLK K

5. EARET], FLISTEHISEEGEA.

H*RTHAEE  BEAS, DARERNERTHERNEMEIEI, B25KE1DEAY
BRGEFLRT GEFLAE: D O) .

1. Values vary depending on the depth of hole to be machined.

1. This cutting condition table shows standard values. When machining, it is
recommended to use the program created by the NC code generator software
ThreadPro.

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

3. Tool vibrations should be kept at a minimum level for maximum accuracy.

4. When machining magnesium alloy materials, please use the coolant oil
recommended by the coolant oil manufacturer. Please also properly dispose the
cutting chips to prevent fire hazards.

5. Spindle rotation must be counterclockwise due to the left-hand cut configuration.

% For titanium alloys and Ni-based alloys, the above condition table applies only
when using a water-soluble cutting fluid and processing with a thread length of
approximately 1xD or an oil hole compatible size (oil hole column: O mark).




tJJ ﬁu%ﬁ:g;&% Cutting Conditions

A oy
Inconel —
HEFFURERF KB IR
Recommended Coolant Water-Soluble Water-Soluble
YRR
Cutting Speed 35~100
(m/min)
w S J2AN ST se 5 & g T4 =
(mm/min) (mm/t) (min™) (mm/min) (mm/t)
M 3 X0.5 24 4,642 37 0.01 7,958 64 0.01
M 4 X0.7 3.1 3,594 49 0.015 6,161 83 0.015
M 5 X0.8 4 2,785 38 0.017 4,775 65 0.017
M 6 X1 4.6 2,422 45 0.02 4,152 78 0.02
M M 8 X1.25| 6.2 1,797 49 0.03 3,080 83 0.03
M10 X1.5 7.5 1,485 52 0.035 2,546 89 0.035
M12 X1.75| 9 1,238 56 0.045 2,122 95 0.045
M16 X2 11.7 952 56 0.055 1,632 96 0.055
M18 X2.5 |14 796 42 0.06 1,364 73 0.06
M20 X2.5 |15.7 710 40 0.065 1,216 68 0.065
No. 8 -32UNC| 3.1 3,594 37 0.01 6,161 63 0.01
No.10 -24UNC| 3.7 3,011 42 0.015 5,162 72 0.015
Va -20UNC| 4.55 2,449 69 0.025 4,197 119 0.025
Ya -28UNF | 4.55 2,449 69 0.025 4,197 119 0.025
U %6 -18UNC| 5.7 1,955 66 0.03 3,351 113 0.03
3 -16UNC| 6.7 1,663 69 0.035 2,851 118 0.035
746 -14UNC| 7.7 1,447 71 0.04 2,480 122 0.04
12 -13UNC| 9.2 1,211 60 0.045 2,076 103 0.045
Yhe - 28 4.86 2,320 %1 0.025 3,976 %1 0.025
Vs - 28 5.76 1,954 %1 0.03 3,349 *1 0.03
Rc YVa- 19 7.98 1,411 | 0.04 2,419 %1 0.04
(PT) - 19 9.68 1,161 %1 0.045 1,990 %1 0.045
2 - 14 11.61 969 %1 0.055 1,661 #1 0.055
1 -1 15.54 724 %1 0.065 1,240 *1 0.065
Ye - 27 4.86 2,321 %1 0.025 3,978 %1 0.025
Vs - 27 5.76 1,954 %1 0.03 3,350 %1 0.03
NPT Ya- 18 7.98 1,412 %1 0.04 2,420 %1 0.04
- 18 9.68 1,161 %1 0.045 1,991 *1 0.045
2 - 14 11.61 969 %1 0.055 1,661 %1 0.055
1 - 11%| 1554 723 %1 0.065 1,240 *1 0.065
1. BURFRREM TIHPLE. %1. Values vary depending on the depth of hole to be machined.
1. I IRIRPR R TNEEE. I T AT ERANCHRIZIR A Thread Profli2 2R, 1. This cutting condition table shows standard values. When machining, it is
2. EARE TR, HUE. SRR M SRR, recommended to use the program created by the NC code generator software
. . ThreadPro.
3. i) RIRAIRE LRSI R IR AR (. 2. Please adjust the cutting conditions depending on the rigidity of machine, tool
4. INTEASR, BSUERTIEIER SREFRIRIRR. &8, MEIENEEE, holders, and workpiece clamping.
LASBIE R KR 3. Tool vibrations should be kept at a minimum level for maximum accuracy.
5. BEARET], FRLABE TR ER. 4. When machining magnesium alloy materials, please use the coolant oil

recommended by the coolant oil manufacturer. Please also properly dispose the
cutting chips to prevent fire hazards.
5. Spindle rotation must be counterclockwise due to the left-hand cut configuration.
HRRTREE - REASE, DAKMRNERTERKBHIEIGR, BIBSUSE1DERS % For titanium alloys and Ni-based alloys, the above condition table applies only
BERCHEFLRYT (EFLE: BN O) o when using a water-soluble cutting fluid and processing with a thread length of
approximately 1xD or an oil hole compatible size (oil hole column: O mark).

T\,%éi%%jj E"Ji&géﬁrgi‘l'%ﬁft Formula for calculating the feed rate of thread mill

f2 % 2 X 1 X (Dm—DC) ERTIEIN T AIBSET, TIE RO A eI B BRI R S,
i (mm/min)  HIHMAS R RO A BN A REAR AR AT BTSN T2

=
Dm BEH AR,
Vi :%{j’ﬁé‘i&ﬁﬁﬁﬁé (mm/min) Zz ﬁr%gerof s For the arc cutting process of machining internal threads, the feed rate at the tool center can be
Dm :INT# (mm) fz BHAE (mm/t) obtame.d by multiplying the Ilnez?r cut feed r.:ate vy|th a §oeﬁ|C|ent. The formula Ils'ted left are for
Actual Dia. FeedR calculating the tool feed rate during arc-cutting, including calculating the coefficients to be used for
DC :TE&R (mm) n ?‘3‘@; (min™) multiplication with the linear-cut feed rate.
Tool Dia. pee

X PRSI - —

Note Internal

s



1%% ;/Q\ilj %U ET_I- El}] ;E%:\glﬁj Proper Usage of Coolant

WS ERINREHEE, BRSISETIRERI ERt AL =,

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

X
!

B SEASRERERERIIN TR0, #
FEARNREERE,

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

BeEYHIZEEEE (P.11 ~ P.15) SEEESINTHSEIF,

Refer to the cutting condition tables (p.11 ~ p.15) to select a suitable coolant for machining.

&



AT-2

7]” I Q &A AT-2 processing FAQ

BN AT- 200 R B BN S 7

What is the length of the incomplete thread part of AT-2?

A.

@i ThreadProBZi2fFRS, ATLABIA [Zmin(INILRE)] .
E%_{M [MBLUKE(Lo)| F1 [Zmin(INTRE) | ZBEETEHATTEIRNER
The Zmi: (processing depth) can be confirmed when creating the program with ThreadPro. )

The length of the incomplete thread can be calculated from the difference between “threading length (Lo)” and “Zmin (processing
depth).”

Zmin

#AT-2HERDFHENMTIIET), FeIRoEpcEl—RiE
SETIRKERR,

% Since the AT-2 has an end-cutting edge and a roughing teeth
A specification, the length of the incomplete threaded
- portion may be longer than that of general thread mill.

AT-2 RiERTSEENIL?

Is the AT-2 only suitable for high hardness steels?

A.

EEISRIINIEET, N—INEAREE. SEEN, AERT ZA900
T3

Under appropriate machining condition, the AT-2 is suitable for a variety of materials, ranging from general steel to heat-resistant
alloys and high hardness steel.

RN SiS50NT, (BRI T AT LN TI8?

Is it possible to process a workpiece that has been quenched?

A.

aILA,
(XONTEFLRT, AR LUGIESE — I ThreadPro@ 2RI 0 T,

Yes. Even if only the pre-drilled hole is machined, you can still use the program created with ThreadPro to process as usual.



I EEEE T, SOOI T RERGNTRTTH, BaT
HLEE3 e % SEIBLIB AR, XIER A7

In the processing of high hardness materials, threading is performed before heat treatment, but the thread accuracy is not stable due to
distortion caused by heat treatment. What is the countermeasure?

A. | AT-2RISRAERIA65HRCAINN T2 #L,
T L THGMERINESINT, At RakaiNesdsEietE.

The AT-2 can be used with work material hardness up to 65 HRC.
Since threading after heat treatment is possible, stable thread accuracy of the finished product can be obtained.

ESHIERYERE - shFLINT. WEEINTHERARRITIR, AT-2
Iz 12% {56 FR IR AR ATL Ak ?

Until now, different machines are used between the milling and drilling process and the tapping process. Which machine should the AT-2 be used on?

A. | IBEERHEEIIN TR,

— PRI R T B A IRIE IR IIR .

B, —ARBMERE(REE N TN TRISEEEM R, AT-2tBr]LALURERY
I TIRSONT, RIETLESEEMAOTIR LER,
MEAT-2AFERFINT, mPTIECRHE, st IxF.

Please use the machine for milling. Thread mills can be used on machinery with helical functions. The AT-2 can also be threaded at high
rotational speeds, even for hard materials that are generally tapped at low rotational speeds, so they can be used on machines with high-
speed spindles.

In addition, the AT-2 does not require pre-drilled hole, so the number of tools can be reduced, and processes can be consolidated.
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3 Supportive Tools for Your Thread Milling Needs

33T AR
(B3R LARLH B TI NCIZF
AN NAE] HEAMET R R

ThreadPro

Diameter Correction Tool for Thread Milling NC Code

é{.—ﬁ. ;}&)‘]D I Hj- I\Ej Thread Mills Generator Software
REJJEE

. . . M/ > als,
Reduce setu_p, m.achlnlng tlmg, and achieve E\-:h'fé?l‘{ﬁi
stable tool life with 3 supportive tools. (%%{E)

2

RPRG

Reference value of tool radius offset

O (=FHRPRGIZE TEE

Use RPRG to reduce the workload

RPRGIEZIEIROERRI NN TR TS ERITI B RAMEBRISE (.

RPRG is the reference value of tool radius offset

+0.150
Bl) - DEERE7.7, 61, SNMITEM10 (FmS:8331005)
+0.118 - PSR : M10x1
- - BREYhRNE: 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)
- o £ « Internal thread size: M10 X 1
5 Z @M= « Tolerance for pitch diameter: 0 to +0.118 (ISO-5H), 0 to +0.150 (ISO-6H)
o ¢ <
S =
gel |
g =
BIARIRPRG [ENTERIPERHE (SINE: 3.806)  Entered value of RPRG: 3.806
Bz 0
Pitch Dia. I—I
raga T T T T T RPRG=3.806
Radius
| |
1 1
1 1
1 |
L--= AN EERENTEHRIRN R BNE: 3.85)  Entered value of Radius: 3.85
FBFH Notes
1. RPRG{EjJ%*%&{E EEEBE_TDHIEM *E;Ebulﬂ;iﬁgﬁﬁﬁgﬂc 1§Eﬁ|ﬁtﬂﬂ 1. RPRG are reference values. Optimal values for actual cutting depend on
it ' ' ' the machining environment. Determine optimal values after trial cutting.
Iﬁﬁﬁiﬁg" 2. RPRG values are optimally established to achieve I1SO:5H (formerly
SASE(M)Y . . Grade 1) internal thread limits for metric threads and ANSI:3B internal
2. RPRG{EB’\Jlﬁ’_‘EEL’UﬁEZ‘\%UEQISO'5H (IEUIS‘M&) ! %ﬁﬂﬂ?ﬁ(ANﬂ : 3B thread limits for unified threads.
PIZSUEEER N, FEFREE. 3. For diameters of thread mills, RPRG values are calculated based on the

minimum cutting bore diameter (the minimum cutting internal thread

3. RPRG{EE’J'IQTTEE‘ELX%E%ﬁUDﬁﬁﬁ'ﬁiﬂmuImﬁlj\ﬁéyﬁjﬁg;ﬁi&?ﬁ'fﬁ size of the tool diameter). To cut other diameters, it is necessary to use a
89, HETEINTHESMRIATRMESRIE, ATRENHEMEREIZ/N smaller value than RPRG.
FLHIHIRPRG (&,

8
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Revamped Thread Milling NC Code Generator Software "ThreadPro"

FEENWebkkThreadProB &7 !

A more convenient Web version of ThreadPro is now available!
¥ AT-2R378Webhi
ThreadPro,
%% AT-2 is supported by Web version
only

{FERANCIREEE T RIZE S (Thread Pro),
© HEADCT, JJEFERMMEE SR,

AR EEE RS BHREER,
Achieve Stable Tool Life with the DCT for Accurate Diameter Measurement

BIERIRBREMAISMNE BRI, BAERE
BEFHE AR A TI5E).

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

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

750 EAE

100% —I N IR T) AR MR TR EE S EMERIPIREAL
&AM E B AT LR SRR E L.

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

N
e
=

(OSGHEF=E)

v
8
SS5actH

Internal
Thread
Q
o

0%

IIEAER
FE2MEERIRERE, £F
N TREIEM, FEREFHE
EhIE.

1\3(___1:32 E"J \kﬁi'r‘m- ? Troubled by the following problems?

5&?%%“’%@%15‘5; RIBSINT#S JIEEGBARRE.
EAR (BEEALAIAL) o mesgs nmsobesaTm,
A e e

E PRIRSHFL ORI FEEERT LANE,

ERLAE IR RE T LAKIER>, it
AfEtargEE. FE, DCTRINESEE
BEPEARE, FLARMEIRSGERITS
REIERY, ENEIRshE,

Unsure of diameter correction value. Increase

passes which results in longer setup time.

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

E PSR OBRBRI PR ETLINE,
FREARTLUEERBRIHH THZME. BR0E
REIHNARE,

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

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

—~————

—H. EfEERVERR, Bir
& (NES®H) 8, SWNES
amHvRREN.

Unstable tool life

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

\@]\iﬂﬁ?é% b{%IEDCT?ﬁﬂD)\ﬁ}k Solve them with the Diameter Correction Tool (DCT)
DCT75

DCT

EERNEEERN
Bk
Simple measurement of

pitch diameter by visual
judgment

BT
EES
HERENEE
Low-cost type

Measurement and
calculation system

o
®

N\

E‘Eﬁlé_ 1
HBER

High-performance type
Digital display system

HBRTRSHS
FFBESETLA
BEmErNEHE
Eliminate measurement
and calculation with the

combination of a digital
display.
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é’ Line up

IS II LA R TR,

Tool selection based on work material and application.

=R

High-hardness Steel

9 - 5N

Steel - Stainless Steel

3F £

Nonferrous Metal

MAGE

Heat-Resistant Alloy

One pass thread mill
The A Brand

One Revolutiont84g%7] AT-1

m o[i{T0ne pass INT
m XJRHRESR :

M. U. Rc. Rp. NPT
= Thread milling in 1-pass
= Compatible thread
classification :
M. U. Rc. Rp. NPT

HIKR/]E AT-2

With end-cutting edge

A

The A Brand

m SZhESRFL + BLEEHIRRTINT
u SR LSRR A BRI 2N T AR
m SRR S2E>M, U, Rc. NPT

= Helical drilling + threading can be done simultaneously

= Compatible with a wide range of work materials including high hardness
steels*

= Compatible thread classification : M. U, Rc. NPT

TSN AT-2 R-SPEC

AT-2 R-SPEC high-efficiency thread mill for non-ferrous metals

A

The A Brand
o BRAEA + BEGRIERINT
» WIRRESSE: M

n  Helical drilling + threading can be done simultaneously
m Compatible thread classification: M

n REGIEH - TAREEINT
m SIRMRSZE:
M. U, Rc, Rp. NPT

Ideal for processing non-ferrous
metals and heat-resistant alloys
Compatible thread classification :
M. U. Rc. Rp. NPT

IEek - Ma SR WX-PNC

for Nonferrous Metal and Heat-Resistant Alloy

aI4&{iuz HY PRO P

Indexable Type

m AIRY R ARIRE AN T
m WIRERNIE:
M. U, G. W. Rc. NPT, NPTF

- Compatible for processing large diameter
threads

- Compatible thread classification :
M. U. G. W. Rc. NPT, NPTF

/MZEY WH-VM-PN

for Small Diameter

C m EISHRIM1 ~ M5/ MEIRE

m YRR S ML U
- Compatible for small diameter threads from M1
to M5
= Compatible thread classification: S, M. U

AL AHIRY SR
?ﬁggj ;E M I\LA\emc thread U Un}ﬁfied thread RC\ N PT‘ N PT

XXTFMRES (RES  BEES) , BSEHIRMGREER (P11~P15) .

F #tms

Tapered pipe thread

W EEEs

Whitworth thread

Rp.G Fiess

Parallel pipe thread

S MR

Miniature thread

3¢ For heat-resistant alloys (titanium alloys and Ni-based alloys), refer to the cutting condition tables on pages 11-15.

EIZaET]
FEERIES
BT 48

For details of other
thread mill offering
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