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One Pass Thread Mill

VYUYRIA D

Solid Type

WH-VM-PNC
IERUA
IS5xvbhvy

for Small Diameter

WX-ST-PNC
AF—IVA
TIS5xvbhvy

for Steels

WXO-ST-PNC

AF —VR#ENSE
TSrvbAvy

for Steels with

Internal Coolant Supply

WX-PNC

JESMRE T
TSRybAvE
for Nonferrous Metal and
Heat-Resistant Alloy

OT-SFT-PNGT
BN A

ZIA35IV TS5Rvbhys

for General Purpose,

Solid Carbide
Spiral-Fluted Type

OT-PNGT

BELA TS5Rvbhysy

for General Purpose, Solid Carbide Type

PNGT

IR TS5Rybhys
for HSS

DR-PNAC

B|EMIA
Z—N\=TSxvhhvs
Super-Planet Cutter for

Multifunction Milling

DR-O-PNAC

REMIA M=
A—N\—=TSvbhvs
Super-Planet Cutter for
Multifunction Milling with
Internal Coolant Supply




HY-PRO P

70 T5Rvbhyd IILFRA Vb

HY-PRO P Multi-Point
R7547 TMSH

Bore Type TMSH

HIERINI AT

Indexable Thread Mill

20195 10R&DIRRKT 1 DEHNEE(CIEDE Y

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

HY-PRO P HY-PRO P

70 TIS5Rybhysy IIVFRA Uk NA70 FS5Rybhvy IV Iik1 Vk
HY-PRO P Multi-Point HY-PRO P Single Point
ARU—=b2v o
TMCik)LS TMLCHRILSY Straight Shank
1A -TES 1T 1WR-O0vT5147
1 insert+standard type 1insertlong type
TMC Holder TMLC Holder

P35
HY-PRO P

TM2CHILY TMNCHKILSY SzyNHvY I3 >
N BEEES AT 1T BEEF—) L E Qiglgségiiéhﬁ vy YU IRA U
2 inserts*high efficiency type 1insert-for taper pipe threads RF9A4F

TM2C Holder TMNC Holder
Bore Type

2019F 10AKDIERART 1+ DEHEE(CIFEDEY

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

DCT

ALYRIIVA BREEY—IV

Diameter Correction Tool

DCT75

ALYRIIVA BRIEY—IV

Diameter Correction Tool

BiR-cY-=Ib
l\ Supporting Tools k P.83 P085
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ThreadPro

Thread Milling NC Code
Thread Mills Generator Software

P71))

TREFEMIEE
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RPRG

Reference value of tool radius offset

P73 ))

320DY—=)VC

EXHY D B D HIGEL. D0 T8 R 0D Hll iRk
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Reduce setup, machining time, and achieve stable tool life with 3 support tools.
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One Pass Thread Mill

1/ (oL B)DE- Y1 i

BNz LT DT E T RERD2)CAPITAN ) CA TN ATREIC!
MLEEZHIRLES

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

AT-1(EflNh) fERB(ERLN)
Left Hand Helix Conventional Thread Mill (Right Hand Helix)

IREPNFIZIR - |
FSHE. TN/
AEU—RE W
[PAT. in Japan] kA
Unequal spacing / =
variable lead flute =
Reduces vibration : ‘_'
EnEpLE R — W n——
EXERUNLE TP OERINSINTIAMASED. A OMIHIEED.
Right-hand cutand Starts cutting from the shank side Starts cutting from the tip
, N — Reduced deflection — Big deflection
: Il’fef\ferbt?rb]gz?iﬁélxgeomeny (Q'j‘/jj‘y hﬁﬁ) Climb milling recommended

1 ’\‘)Z(U~ m)thulj . Cutting in 1-Pass!
LIk =107 )| g —

DAL #19.7X54 P3 6F
{
ﬁﬁrl{ﬁaterial SUS304
i . .
——— THIZE @ | 40m/min (646min")
EgIASj_j_"f vy Ee'aﬁg 14mm/min (0.02mm/t)
EgiAs Coating
Exceptional wear AT-1 (1 IKR) fiEekm(2/\R) HRUYAZ
resistance and toughness 1 pass Conventional Thread Mill 2-pass Internal Thread Size M24x3
57 =5
Epl;i%-fei‘t_h 45mm
- EDRUeHE KAEEIETA
e BTHEFEMEE DA Coolant Water-Soluble
B FEESE R | W= B0
UItra—Fine Grain Carbide Machine Horizontal Machining Center
High wear resistance and toughness
. 7-7@&9@(: Dll\t Guide for Icons
*Z E Tool Materials 1301’1% Helix Angle :J hed ‘/7 Shank
¢ BORUNAZ Vv VOREE
HEESE y JNILBINAR N\ hd
Gl Tungsten Carbide HaS-Co Cobalt HSS 9~13° =RLET hé RnLET

Helix angle of flute for thread mill Tolerance for shank Diameter

n ﬁﬁm& Surface Treatment

—Z = A—F s = A
— AL2I-F X2 —/{—3—h B WXI-FAYT m FXI-FoVT
s (BEBI—T12Y) WXS WX Super Coating wx (TIAINRI—F+<2J) i (TANROEESEI-T127)
Smooth Coating WX (TiAIN) Coating FX (composite multi-layered TIAIN) Coating
TINJ—F 4> 5 W TICNO-F VY . —yP20-F 40T
TiN TiN Coating TiCN TiCN Coating EgIAS EgiAs Coating



ijl/;r:u J_:J 3 UZU‘V FE,I] One Pass Thread Mill

AT-1

NENN L AT i\
ad£| pijos

Type1 3 Type 2
R
pbdddd
pp—— 8 L= — )
APMX
LU APMX
LF LF
!
= P e il
giAs  9~13 hé P51
nuwﬁﬁ M B{iI:mm Unit:mm
Y—JUNo. | RIVIITE | Ev R 2R AR BFMR | Y7V B | WIRYAT | EE | RS
EDP No. Min. Processing Dia. DC LF APMX LU DCON Flutes Type Stock (Yen)
8331000 0.75 135 @ 31,800
8331001 M6 1 45 75 14 16 6 4 ! @ 31,800
8331002 0.5 17 @ 31,800
8331003 M 8 1 5.7 75 18 = 6 4 2 @ 31,800
8331004 1.25 18.75 @ 31,800
8331005 1 22 @ 36,100
8331006 M10 1.25 7.7 85 225 - 8 4 2 @ 36,100
8331007 1.5 24 @ 36,100
8331008 1 26 @ 40400
8331009 1.25 27.5 @ | 40,400
8331010 | M2 1.5 o7 100 27 a 10 > 2 @®| 40,400
8331011 1.75 28 @ | 40,400
8331012 0.5 29 B @ 59,600
8331013 0.75 1.7 120 30 — 12 2 @ 59,600
8331014 M14 1 5 @ 59,600
8331015 1.5 10.7 315 345 1 @ 59,600
8331016 2 9.7 100 32 — 10 2 @ | 40,400
8331017 1 34 @ 72,200
13.7 1 1 1
8331018 M16 1.5 3 35 36 39 6 5 @ 72,200
8331019 2 11.7 120 = 12 2 @ 59,600
8331020 M18 25 1.7 120 42.5 - 12 5 2 @ 59,600
8331021 1.5 15.7 435 = 2 @ 76400
8331022 M20 2.5 13.7 135 45 50 16 > 1 @ 72,200
8331023 1.5 51 @ 87,100
8331024 M24 2 19.7 150 52 - 20 6 2 @ 87,100
8331025 3 54 @ 87,100
@ =1Z#EER @=Standard stock item
- AT-1 (M) (F$HRUIMTIERATY, - AT-1 (M) is only for milling internal threads.
- ThreadProD/\R& A FE[TILFED | ZZBIRTFEW, - Please select "stairs" for the path type in ThreadPro.
%Eﬁ’\ﬂ_y Page References
oy DHRGEER RS ETRERILS BRI ATBEA 0 — b
i) BE~—UERTLET Holder e s e s IN B e
PoO Indicates page no. for g2 Indicates page no. for attachable “ k= Indicates page no. for attachable
recommended conditions. holders. inserts.
B MIGUEE meadrype
=1 vnaum "= K
— = for External Thread

for Internal Thread

TS5y by IBLUEQGIAs. AA—RAD— MIF—IRI—HABRHDERBEIETI . Planet Cutter, EgiAs and Smooth Coating are registered trademarks of OSG Corporation.
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AT-1

Type1 z Type 2 g
@ 8 8
,""W - ﬁ ST — ) 17 — =}
APMX
LU APMX
LF LF |
—
—_ AN I R
2=~ CARBIDE Egils 9~13  he o
EUQE;‘E :U-UNJ B :mm Unit:mm
Y—JUNo. | R/IVINTE L PAYE] 2R IR BFR | YvVIR | BYE  |ERI«T | BEE | BREME
EDP No. Min. Processing Dia DC LF APMX LU DCON Flutes Type Stock (Yen)
8331026 20 15.24 17.7 ® 32,700
Va 4.55 75 6 4 1
8331027 28 15.42 17.2 ® 32,700
8331028 18 19.75 ®| 32,700
8331029 e 24 5.7 75 19.04 — 6 4 2 ®| 32,700
8331030 32 17.47 ® 32,700
8331031 16 22.23 254 ®| 32,700
8331032 3/8 24 6.7 85 22.22 243 8 4 1 ®| 32,700
8331033 32 20.64 22.2 ® 32,700
8331034 7 14 27 85 27.21 8 4 5 ® 32,700
8331035 ' 20 ' 25.40 ®| 32,700
8331036 13 29.31 33.2 ® 37,200
8331037 1 20 8.7 100 27.94 304 10 5 1 B ®| 37,200
8331038 28 28.12 299 ®| 37,200
8331039 12 33.87 ® 37,200
%6 9.7 100 — 10 5 2
8331040 18 3245 ®| 37,200
8331041 11 36.94 41.5 ® 61,500
8331042 5/8 18 10.7 120 35.28 38.1 12 5 1 ® 61,500
8331043 24 3491 37 ®| 61,500
8331044 10 43.18 61,500
3/a 11.7 120 — 12 5 2 =
8331045 16 41.29 ® 61,500
8331046 9 50.80 56.4 @® 380,800
/s 13.7 135 16 5 1
8331047 14 48.98 52.6 @® 380,800
8331048 8 57.15 63.5 ®| 95,800
1 18.7 150 20 6 1
8331049 20 53.34 55.8 ®| 95,800

- AT-1 (U-UNJ) [F$RUINIERTY,
- PAIVDHBAGP.5~6ZTETREL,
- ThreadPro@/\ 2541 FIE[RILFED] ZZERTEL,

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

CARBIDE

N AN KM
9~13°

SPEED

FEED

Type 1

DCON

R
,;Hi,i

DC

APMX

LF

n
e
=
<
°
o

v
U
P4
[
4
1
7

Egis h6  pst
RUOESE : R (PT) - Rc (PT) Bfii:mm Unitmm
Y—JUNo. |BRNIY/AX| L% SHE R b3} 3 BTR |YvYoR| BY |BRY(T| 7E | REmE
EDP No. Range of Thread Size Dia. TPl DC LF APMX Ly DCON Flutes Type Stock (Yen)
8331075 Yie + Vs 28 5.67 60 9.1 6 4 @ 35000
8331076 Vs 28 7.67 60 9.1 8 4 ® 39,500
8331077 Va-3/s 19 9.67 75 14.7 10 5 @ 44300
8331078 s 19 11.67 85 14.7 - 12 5 4 B |@| 46,000
8331079 Y23/ 14 11.67 85 20 12 5 @ 65000
8331080 ¥a 14 15.67 95 20 16 5 @ 95800
8331081 1~2 11 19.67 105 27.7 20 6 @ 109,000
@ =1F47EER @=Standard stock item
- PAOVDHRBEIFP.E~BZTE T, - See p.5 ~6 for explanation of icons.
- ThreadPro®@/\ X5 A TIE[RILFED] ZZIR T, - Please select "stairs" for the path type in ThreadPro.
RUDERE : Rp (PS) G (PF) Bfi:mm . Unit:mm
Y—JUNo. |BRNTIY/AX| I1LEK SE R IR BNR | YvYOR| BY  |BRYAT| EE | REMmE
EDP No. Renge of Tread Size Dia DC LF APMX LU DCON Flutes Type Stock (Yen)
8331082 Yie - Vs 28 5.67 60 11.8 6 4 @ 31,800
8331083 Vs 28 7.67 65 14.5 8 4 ® 35800
8331084 Va3 19 9.67 80 20.1 10 5 @ 37,700
8331085 s 19 11.67 100 254 - 12 5 2 B /@ 39500
8331086 | V2~7/s 14 11.67 100 32.7 12 5 ® 59,100
8331087 3/a7/s 14 15.67 115 39.9 16 5 ® 78,600
8331088 1~2 11 19.67 130 50.8 20 6 @ 103,000
@ =12/ ER @=Standard stock item
- PAIVDFHRBEFP.5E~BZTE T, - See p.5 ~6 for explanation of icons.
- ThreadProDJ/\ZA &4 Z&[RILFED ] ZRIRTE L, - Please select "stairs" for the path type in ThreadPro.
hU‘DEiﬁ NPT B{I:mm  Unit:mm
Y—JUNo. |BEAMIYAZ SHE R IR BTR | YvVof| BY |7 | 7E | REmE
EDP No. Di. DC LF APMX L DCON Flutes Type Stock (Yen)
8331089 Vi + Vs 27 5.67 60 10.35 6 4 @ 35000
8331090 Vs 27 7.67 60 10.35 8 4 ® 35,000
8331091 Va -3/ 18 9.67 75 15.52 - 10 5 4 8 @ 44300
8331092 s 18 11.67 85 15.52 12 5 ® 69,100
8331093 Y234 14 15.67 95 19.96 16 5 @ 382400
8331094 1~2 11> 18.72 105 243 28.7 20 6 3 @ 109,000

O =1Z#7EER @=Standard stock item
- See p.5 ~6 for explanation of icons.
- Please select "stairs" for the path type in ThreadPro.

- PAIVDERBRP.5E~6ZTETEL,
- ThreadPro@/\ZAZ 1 FF[RILFED ] ZRIRTE L,

pocid o



IJ‘?;D Um 7057“ ‘y th ‘y 9 for Small Diameter

WH-VM-PNC

5
a
< B g - —-—-—- —J-
T
Ly
El —<€ ) -
=
= R s or m ‘#‘ T s&:‘?
DC=13 1.5=DC
hUQE?ﬁ :S B{ii:mm Unit:mm
Y—IUNo. | E/VINTEE . SHE 2R IR |RUHOLE| BTFR |YvVIig| @ £ | REmE
EDP No. Min. Processing Dia. DC LF APMX | Thread percuting pat L DCON Flutes Stock (Yen)
3900495 S1 0.25 0.72 40 0.25 1 2.75 3 3 ® | 10400
3900496 $1.2 0.25 0.91 40 0.25 1 3.25 3 3 B | @| 10400
3900497 S1.4 0.3 1.05 40 03 1 3.8 3 3 ® | 10400
@ =1Z#7EER @=Standard stock item
nUGJE?EE M B :mm  Unit:mm
Y—JUNo. | =IVMITER PAES 2R AR |RUEOLE| EFR | YvyoR| BE EE | REmE
EDP No. Min. Processing Dia. DC LF APMX | Thread percuting pat ] DCON Flutes Stock (Yen)
3900495 M1 0.25 0.72 40 0.25 1 2.75 3 3 ® | 10400
3900496 M1.2 0.25 0.91 40 0.25 1 3.25 3 3 ® | 10,400
3900497 M1.4 0.3 1.05 40 0.3 1 3.8 3 3 ® | 10400
3900498 M1.6 0.35 1.2 40 0.35 1 435 3 3 ® | 10,400
3900499 M1.7 0.35 13 40 0.35 1 4.85 3 3 ® | 10400
3900500 M2 0.4 1.5 40 1.2 3 44 6 3 ° @ | 24,000
3900501 M2.5 0.45 1.9 40 14 3 5.6 6 3 @ | 24,000
3900502 M3 0.5 24 40 1.5 3 6.5 6 3 @ | 24,000
3900503 M4 0.7 3.1 40 2.1 3 8.7 6 3 @® | 24,000
3900504 M5 0.8 4 40 24 3 10.8 6 3 @ | 24,000
@ =1Z#7EER @=Standard stock item
hb@fﬁ;ﬁ :U-UNJ Bifii:mm  Unit:mm
Y—JUNo. | SIVMITER SHE 2R AR |RUHOLE| R | YvUoR| BE EE | RS
EDP No. Min. Processing Dia. DC LF APMX | Thread percuting pat v DCON Flutes Stock (Yen)
3900513 No.8 32 32 40 24 3 9.1 6 3 B | @ | 24,000
@ =1Z#7EER @=Standard stock item
- PAOVDHRAERFP.5E~BZTETEL, - See p.5 ~6 for explanation of icons.
- WH-VM-PNC (S, M, U- UNJ) [Z8RUINTIERTT,. - WH-VM-PNC (S, M, U-UNJ) is only for milling internal threads.
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In order to take full advantage of the small diameter thread mill

$1~1.4, M1~1.8

MIBEOGEEMT)

Machining method @ (Recommended processes)

Machining method ®

¥R UDETY)D K FZHH ORI B SDOINTETMIULTTEL,

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

@R LoO %z 111
MI93.

(@ Machine one pitch
the entrance of the
hole.

@1EEEC 1PAET
ZEEaEICBET D
FIRtREIZ# DiRY

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

M2~5, No.8

MIF5E (—hmEH)

Machining method (General materials)

3P| 3P

@R UDHEZEMT
LTE,TI D,

®To finish, machine
the hole entry.

ORUDEZ 3L
I U TROHF
[CTEHNEBET 2.

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

:

@3Up+ ZABEN
BELTI3WIMIL
T, FROHDICE
%o (HEHRDIRTY)
®Machine three pitches
while moving in the Z
direction, then return to

the center of the pilot hole.
(repeat this a few times)

(=

@OxXTZMILT
BT9%,.

®To finish, machine
the hole entry.

O UDEZ 1 L0
I9%,

@ Machine one pitch
the bottom of the hole.

@1 [EET 1PAET
285 mECHET D
PRI Z# DR T

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

@R UDOm%z
TUTETI D,

®To finish, machine
the hole entry.

NIGEm#aE  SEEH

Machining method (Heat resistant alloys/High hardness materials)

\'/

L

ORLDEZ3IIL
NI %

®Machine three
pitches at the bottom
of the hole.

@1 [EEEC 1P
ZEAEICTEENS B
FIMEIEZ##E DR Y

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

@OxTZMILT
BT %,

®To finish, machine
the hole entry.

n
e
=

<

°
o

v
U
P4
[
4
1
7




AF=IVA TSRY FAYY wsea

WX-ST-PNC

Type1 z Type 2 z
Ry :
—
i g = — ) T ——}
APMX
LU APMX
LF | LF |
S
—
— EEE AN T | SPEED
=3 (ARBIDE . FEED
WX 1n hé P51
nuwﬁﬁ M B{I:mm Unit:mm
Y—JUNo. | RIVMNITE | EvF 52 =R IR BER | YvOR | BY  |BRYAT | BEE | FEmE
EDP No. Min. Processing Dia. TP DC LF APMX LU DCON Flutes Type Stock (Yen)
8305732 M12 1.25 9.5 85 26.3 28 10 5 1 A | 40,400
8305736 0.5 28.5 A | 40,400
M14 10 85 — 10 5 2
8305741 0.75 29.3 c A | 40,400
8305765 M18 25 14 105 40 45 16 5 1 A | 72,200
8305775 M20 25 16 105 42.5 — 16 5 2 A | 78,700
8305784 M24 2 20 120 50 — 20 6 2 A 103,000
- PAOVDHBIFP.5~6ZCE T, - See p.5 ~6 for explanation of icons.
- WX-ST-PNC (M) (FHRUIMIEATI, - WX-ST-PNC (M) is only for milling internal threads.
- ThreadProD/\ A& A FF[RILFIED] ZZIRT T, - Please select "stairs" for the path type in ThreadPro.
A=CDHRFEEFLELTED, A =The products have been stopped producing and replaced by AT-1 (p.6).

AT-1(P.B) NIDBREES B CUEVWTHEDET,




Z}_}bm 75*“} hjj‘yg for Steels

WX-ST-PNC "
- - U
Ve
Type1 3 Type 2 r 5
P 73
——— 2 = — - — 1 2
APMX 7
LU APMX
LF | LF
N
— BN AN NI | SpERD
CARBIDE WX 1w hé ps1
numﬁiﬁ :U-UNJ (i :mm  Unit:mm
Y—JUNo. | RIVMNITHE | 1L Nz =R AR BNR | YvVOB | BY  (BRYA(T | EE | FEmE
EDP No. Min. Pro g Dia DC LF APMX LU DCON Flutes Type Stock (Yen)
8305800 20 10.2 11.4 A | 32,700
Va 4.55 60 6 4 1
8305801 28 10 10.9 A | 32,700
8305805 18 A | 32,700
e 6.2 65 12.7 14.1 8 4 1
8305806 24 A | 32,700
8305810 16 14.3 A | 32,700
3/g 7.6 65 — 8 4 2
8305811 24 14.8 A | 32,700
8305815 14 18.1 19.9 A | 37,200
76 8.8 75 10 4 1
8305816 20 17.8 19.1 A | 37,200
8305820 13 19.5 21.5 C|a| 37,200
2] 9.4 75 10 5 1
8305821 20 19.1 204 A | 37,200
8305825 12 10.9 233 254 A | 61,500
%6 85 12 5 1
8305830 18 11.4 22.6 24 A | 61,500
8305832 5/s 11 10.9 85 254 27.7 12 5 1 A | 61,500
8305835 3/a 10 15.7 95 30.5 — 16 5 2 A | 80,800
8305838 9 36.7 A | 95800
/8 18.9 110 339 20 6 1
8305840 12 36 A 78,700
8305842 1 8 18.9 110 38.1 413 20 6 1 A | 95800
- PAOVDHBIFP.5~6FTE T, - See p.5 ~6 for explanation of icons.
+ WX-ST-PNC (U- UNJ) [Z$HRUINTEARTT, - WX-ST-PNC (U- UNJ) is only for milling internal threads.
- ThreadProDJ/\ZA & A TF[RILFED] ZFIRTE L, - Please select "stairs" for the path type in ThreadPro.
A=CDHG@ITEEFRIELTSED, A =The products have been stopped producing and replaced by AT-1 (p.7).
AT-T(P.7) NIDBREESETLERVWTHEDFT, A= Discontinued item

A=EERIEREBEZCHERTEW).



Z§_}l’m 705*‘y hj]yg for Steels

WX-ST-PNC

N AN TS
2 FEED
CARBIDE g iy (=

B{i:mm Unit:mm

*—)UNo. 1Z | U 52 =R AR BMR | YvVOR | BYN  |BRYAT | BE | FEmE
EDP No. R ize Dia TPI DC LF APMX LU DCON Flutes Type Stock (Yen)
8305912 3/g 19 11 85 14.7 20 12 5 3 C|Aa| 46,000
- PAOVDHRBIFP.E~BZTETETL, - See p.5 ~6 for explanation of icons.
- ThreadPro@/\ZA &1 FF[RILFED] ZRIRTE L, - Please select "stairs" for the path type in ThreadPro.
A=CDHRIFEEFILELTED., A =The products have been stopped producing and replaced by AT-1 (p.8).
AT-1(PB)NYIDBREESETVREVWTHEDFT,
RUODERE:Rp (PS) -G (PF) 8fi:mm Unit:mm
Y—)UNo. |BRENIYAZ| L Sz =R IR BER | YvVOR | BY  |BRYAT | EE | REmE
EDP No. Range of Thread Size Dia. DC LF APMX LU DCON Flutes Type Stock (Yen)
8305949 Yo+ Vs 28 5.9 60 11.8 — 6 4 2 A | 31,800
8305951 Vs 28 7.5 65 14.5 15.4 8 4 1 35,800
8305961 Va3 19 10 75 20.1 — 10 5 2 A | 37,700
8305962 s 19 11 85 254 26.7 12 5 1 C|Aa| 39500
8305964 | V2 ~7/ 14 12 95 32.7 - 12 5 2 A | 59,100
8305965 3/a-7/s8 14 16 110 39.9 — 16 5 2 A | 78,600
8305968 1~2 11 20 125 50.8 — 20 6 2 A | 103,000
- PAIVDHRBIEFP.5E~BZE T, - See p.5 ~6 for explanation of icons.
- ThreadProDJ/\ZA &4 FE[RILFED] ZFIRTE L, - Please select "stairs" for the path type in ThreadPro.
A=CDHBFEEDIELTHD. A =The products have been stopped producing and replaced by AT-1 (p.8).
AT-1(PB)NYIDBREESETVLEVWTHEDFT,
I’JU(DEﬁ NPT B{I:mm Unit:mm
*—)UNo. ‘ Mz =R AR BER | YvVOR | BY |BRYAT | BE | REMHE
EDP No. X e Dia DC LF APMX LU DCON Flutes Type Stock (Yen)
8305859 Yie + Vs 27 59 60 10.3 — 6 4 4 A | 35,000
8305861 Va-3/s 18 10 75 15.5 — 10 5 4 c A | 44300
8305865 V2 +3/a 14 16 85 20 — 16 5 4 A | 82,400
8305868 1~2 11 20 95 243 = 20 6 4 A | 109,000

- PAIVDHBIFP.5~B6ZTETFEL,
- ThreadPro@/\ZA &1 FIF[RILFED] ZRIRTE L,
A=CDHBISEEFRIELTHD.

AT-1(P.8) NIDBREESECLEVWTHEDET,

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

A =The products have been stopped producing and replaced by AT-1 (p.8).

s




Z}_}bm 5m7-'\17.|'=¢.§ 703 * ‘y th ‘y 9 for Steels with Internal Coolant Supply

WXO-ST-PNC

n
e
=
<
°
o

DCON

v
U
\y
K
4
1
7

LF

—_
T3 N AN m SPEED
o CARBDE T oo ¢ ;ESE?
nuwﬁiﬁ M B{I:mm Unit:mm
Y—JUNo. | RIVITEE | EvF SHE =R AR BNR | YvVOB | BY  (BRYA(T | EE | FEmE
EDP No. Min. Processing Dia. TP DC LF APMX LU DCON Flutes Type Stock (Yen)
8304700 0.75 12.8 ®| 34,800
M6 45 60 15 6 4 1
8304701 1 13 ® | 34,800
8304710 0.5 16.5 @ 34,800
8304711 M 8 1 6 65 17 — 6 4 2 @ 34,800
8304712 1.25 17.5 @ 34,800
8304721 1 21 ®| 39,300
M10 7.5 70 26 8 4 1
8304723 1.5 22.5 ®| 39,300
8304732 1.25 26.3 @ | 43,900
8304733 M12 1.5 9.5 85 255 28 10 5 1 @ | 43,900
8304734 1.75 26.3 @ | 43,900
8304740 0.5 28.5 @ | 43,900
8304741 0.75 29.3 C|@| 43,900
8304742 M14 1 10 85 29 - 10 5 2 @ 43,900
8304743 1.5 30 @ 43,900
8304744 2 30 @ 43,900
8304752 1 33 @ | 65300
8304753 M16 1.5 12 95 34.5 = 12 5 2 @ | 65300
8304754 2 34 @ | 65300
8304773 1.5 42 @ | 383,700
M20 16 105 — 16 5 2
8304775 25 42.5 @ | 383,700
8304783 1.5 49.5 @ | 111,000
8304784 M24 2 20 120 50 — 20 6 2 @®| 111,000
8304786 3 51 @®| 111,000
@ =1Z#FEMR @ =Standard stock item
- PAOVDEHRBAIFP.E~BZTE T, - See p.5 ~6 for explanation of icons.
+ WXO-ST-PNC (M) (FHRUINIEHEATI, - WXO-ST-PNC (M) is only for milling internal threads.
- ThreadProDJ/\ A& A F ([ [RILFED] ZZIR T, - Please select "stairs" for the path type in ThreadPro.



;‘Eﬁ* * mgﬂﬁﬁﬁﬁ 75* ‘y hj] ‘y 9 for Nonferrous Metal and Heat-Resistant Alloy

WX-PNC

Type1

DCON

| B
e 8 I 1 =11

APMX
LU APMX

LF LF

=
é BN AN T SPEED
CARBIDE WX 30° hé IF’ESHZ)

hU@Eﬁ M B{i :mm  Unit:mm

Y—JUNo. | RIVINITE | EvF 52 =R AR BER | YvVOR | BYN |BRYA(T | BE | REMHE
EDP No. Min. Processing Dia. TP DC LF APMX LU DCON Flutes Type Stock (Yen)
3900000 0.75 12.8 @ 31,000
M 6 4.5 60 15 6 3 1
3900001 1 13 @ | 31,000
3900009 0.5 16.5 @ | 31,000
3900011 M 8 1 6 65 17 — 6 3 2 @ | 31,000
3900012 1.25 17.5 @ | 31,000
3900021 M10 1 75 70 21 2% 8 3 1 @ | 34,800
3900023 1.5 225 @ | 34,800
3900032 1.25 26.3 @ | 39,000
3900033 M12 1.5 9.5 85 25.5 28 10 4 1 @ | 39,000
3900034 1.75 26.3 B @ | 39,000
3900036 0.5 28.5 @ | 39,000
3900041 0.75 29.3 @ | 39,000
3900042 M14 1 10 85 29 — 10 4 2 @ | 39,000
3900043 1.5 30 @ | 39,000
3900044 2 30 @ 39,000
3900052 1 33 @ | 57,500
3900053 M16 1.5 12 95 34.5 — 12 4 2 @ | 57,500
3900054 2 34 @® | 57,500
3900065 M18 25 14 105 40 45 16 4 1 @ | 69,800
3900073 M20 1.5 16 105 42 _ 16 4 5 @ | 73,800
3900075 2.5 42.5 C|@| 76,400
3900083 1.5 495 B|@| 96,200
3900084 M27 2 20 120 50 — 20 5 2 C @ | 99,800
3900086 3 51 @ | 99,800
@ =1ZHEEER @=Standard stock item

- PAOVDHBEIFP.5~6ZZE T, - See p.5 ~6 for explanation of icons.

- WX-PNC (M) (F$RUIMTERTY, - WX-PNC (M) is only for milling internal threads.

- ThreadPro@/\ZX &A1 TR ILFED] ZZIR T, - Please select "stairs" for the path type in ThreadPro.



;‘Eﬁ* ° mﬂeﬁm 73* ‘y hjj ‘y 9 for Nonferrous Metal and Heat-Resistant Alloy

WX-PNC

Type 1 Type 2

DCON
DCON
ad£| pijos

B
R B T —+ ) {F—1—

APMX
LU APMX

LF

v
U
P4
[
4
1
7

LF

N
= BN AN I R
CARBIDE WX 30° hé P52
QUUJEE :U<UNJ (i :mm  Unit:mm
Y—JUNo. | R/IVMNTHER sz =R AR BIR |[YvVIR| B |(FRIA(T | EE | REME
EDP No. g Dia. DC LF APMX LU DCON Flutes Type Stock (Yen)
3900350 20 10.2 114 @ | 31,800
Va 4.55 60 6 3 1
3900351 28 10 109 @ | 31,800
3900355 18 @ | 31,800
e 6.2 65 12.7 14.1 8 3 1
3900356 24 @ | 31,800
3900360 16 14.3 @ 31,800
/s 7.6 65 - 8 3 2
3900361 24 14.8 @ 31,800
3900365 14 18.1 19.9 @ 36,100
The 8.8 75 10 3 1
3900366 20 17.8 19.1 @ 36,100
3900370 13 19.5 215 C /@ 36,100
2 9.4 75 10 4 1
3900371 20 19.1 20.4 @ 36,100
3900375 12 10.9 233 254 @ | 59,600
%6 85 12 4 1
3900380 18 11.4 22.6 24 @ | 59,600
3900382 /s 11 10.9 85 254 27.7 12 4 1 @ | 59,600
3900385 3/a 10 15.7 95 30.5 — 16 4 2 @ | 78,600
3900388 9 36.7 @ | 93,000
/s 18.9 110 33.9 20 4 1
3900390 12 36 @® | 76,400
3900392 1 8 18.9 110 38.1 413 20 4 1 @ | 93,000
@ =1Z#EER @ =Standard stock item
s PAIVDEHBIFP.E~BZTETEL, - See p.5 ~6 for explanation of icons.
- WX-PNC (U-UNJ) (FHRUIMTIEATTY, - WX-PNC (U-UNJ) is only for milling internal threads.
- ThreadPro®D/\ X5 A FIE[RILFED ] ZBIR T, - Please select "stairs" for the path type in ThreadPro.



;Eﬁ* * m‘jﬂﬁﬁm 75* ‘y th ‘y 9 for Nonferrous Metal and Heat-Resistant Alloy

WX-PNC

APMX

EEEE AN T | SPEED APMX ‘
FEED
CARBIDE v 30 - s "

B{i:mm Unit:mm

=R AR BMR | YvVOR | BYN  |BRYAT | BE | FEmE
Range of Thread Size D LF APMX LU DCON Flutes Type Stock (Yen)
3900199 Yie + Vs 28 5.9 60 9.1 — 6 3 4 ®| 34,000
3900201 Vs 28 7.5 60 9.1 12.7 8 3 3 @®| 38,500
3900211 Va -3/ 19 10 75 14.7 — 10 4 4 8 @®| 42,800
3900212 s 19 11 85 14.7 20 12 4 3 @ | 44,700
3900214 V234 14 12 85 20 — 12 4 4 @®| 63,200
3900215 3/a 14 16 85 20 — 16 4 4 @ | 93,000
3900218 1~2 11 20 95 27.7 — 20 5 4 C |@| 105,000
O =1Z#7EER @=Standard stock item
- PAOVDHRBERP.5~B6ZTE T, - See p.5 ~6 for explanation of icons.
- ThreadProDJ/\A & A TF[TILFED | ZBIRTE L - Please select "stairs" for the path type in ThreadPro.

GUU)EE : RD (PS) L c) (PF) Bifi:mm  Unit:mm
Y—JUNo. | &Rl ; Sz 2R PSES BIR | YvVIoR | BY |7 | BE | BEME
EDP No. Range of Tt a. DC LF APMX LU DCON Flutes Type Stock (Yen)
3900299 Yie - Vs 28 5.9 60 11.8 - 6 3 2 @®| 31,000
3900301 s 28 7.5 65 14.5 154 8 3 1 @ | 34,800
3900311 Va-3/8 19 10 75 20.1 — 10 4 2 @®| 36,600
3900312 3/g 19 11 85 254 26.7 12 4 1 C|@®| 38500
3900314 o ~7/ 14 12 95 32.7 — 12 4 2 @®| 57,300
3900315 3478 14 16 110 39.9 — 16 4 2 @ 76,200
3900318 1~2 11 20 125 50.8 - 20 5 2 @ 99,500

@ = ZHEEER @ =Standard stock item
- PADVDHRAIFP.5E~B6ZTE T, - See p.5 ~6 for explanation of icons.
- ThreadProDJ/\A & A TF[RILFiED | ZRIRTE L, - Please select "stairs" for the path type in ThreadPro.
hlﬁaﬁiﬁ NPT B{iI:mm Unit:mm
| ' 52 =R AR BER | YvOR | BY  |BRYAT | BE | REmE
Range of Thread Size D DC LF APMX LU DCON Flutes Type Stock (Yen)
3900259 Yie + Vs 27 5.9 60 10.3 — 6 3 4 5 ®| 34,000
3900261 Va -3/ 18 10 75 15.5 — 10 4 4 @®| 42,800
3900265 Y23/ 14 16 85 20 — 16 4 4 c @®| 80,200
3900268 1~2 112 20 95 24.3 — 20 5 4 @ | 105,000
@ =1Z#EER @=Standard stock item
- PAOVDHRBERP.5~B6ZTE T, - See p.5 ~6 for explanation of icons.
+ ThreadProDJ/\A & A TF[RILFED | ZBIRTE L, - Please select "stairs" for the path type in ThreadPro.

s




ﬂﬁiﬂm Z, \o’f 5}" 75 * ‘y hjj ‘y 9 for General Purpose, Solid Carbide Spiral-Fulted Type

OT-SFT-PNGT 7
- - U
ve
Type 1 8 Type 2 z k3
/\ﬁ% 8 /{%g 9§
el = — {1 ) B
APMX APMX
Ly LU
LF LF
S
= AN I S
CARBIDE o FEED
X 15 hé P52
numﬁiﬁ M B{I:mm Unit:mm
Y—JUNo. | RIVINITER | EvF Nz =R IR BIR | Y78 | B \BRY(T| HE | REHE
EDP No. Min. Processing Dia. DC LF APMX LU DCON Flutes Type Stock (Yen)
8306532 1.25 A | 65,900
M12 9 90 24 — 10 4 1
8306534 1.75 A | 65,900
8306544 M14 2 10 90 25 = 10 4 2 A 77,600
8306554 M16 2 12 105 30 — 12 4 2 8 A 93,900
8306575 M20 25 16 125 40 = 16 4 2 A | 134,000
8306583 1.5 60 A | 197,000
8306584 M27 2 20 145 50 20 5 2 A | 197,000
8306586 3 A | 197,000
- PAIVDEHRAIFP.E~BZTE T, - See p.5 ~6 for explanation of icons.
- OT-SFT-PNGT (M) [&*&JmUﬂDI?FH?"g‘j;E - OT-SFT-PNGT (M) is only for milling internal threads.
: Tl’l’readIPro(D}\ZQ{?I;\FV)LT&DJ ZERTEV, - Please select "stairs" for the path type in ThreadPro.
A=CORBEFEERLELTSED, A =The products have been stopped producing and replaced by AT-1 (p.6).

AT-1(P.6) NMIDBRAEESBTULEVWTEDET,



Eﬁiiﬂm 705* ‘y hj] ‘y 9 for General Purpose, Solid Carbide Type

OT-PNGT

Type 1 z Type 2 5
P g B3
e B, d==r———){F—FI—F—F
APMX |_apwx_|
Ly Ly
LF LF |
N
—S T | SPED
=== (ARBIDE FEED
X he | ps2
hU@E;ﬁ M B{I:mm Unit:mm
Y—JUNo. | RIVIITR | EvF Sz =R AR BNR | Y7o | BY  (BRY(T| 7EE | FEES
EDP No. Min. Processing Dia TP DC LF APMX LU DCON Flutes Type Stock (Yen)
8306232 M12 1.25 9 90 24 - 10 4 1 A | 62,600
8306273 1.5 50 A | 128,000
M20 16 125 40 16 4 2
8306276 2.5 — B | a| 128,000
8306285 2 A | 188,000
M27 20 145 50 — 20 5 2
8306287 3 A | 188,000
- PAOVDHRAEP.5E~BZTE T, - See p.5 ~6 for explanation of icons.
+ OT-PNGT (M) (FRUINIEATI, - OT-PNGT (M) is only for milling internal threads.
- ThreadProDJ/\ZA &4 FE[RILFED ] ZBIRTE L, - Please select "stairs" for the path type in ThreadPro.
A=CDHRRFEERELTHD, A =The products have been stopped producing and replaced by AT-1 (p.6).

AT-1(P.B) NMIDBREES B CLEVWTHEDET,




ﬂﬁiﬂm 705 * ‘y hj:, ‘y 9 for General Purpose, Solid Carbide Type

OT-PNGT

3
DCON

DCON

APMX APMX
Ly LU
LF LF
1
= | |78
CARBIDE X h6 P52
hUUJEﬁ ‘R (PT) *Rc (pT) B{i :mm  Unit:mm
Y—JUNo. |BRNIYAX| 1L Nz =R IR BER | YvVIO8 | BY |BRY(T| EE | EEEE
EDP No. Range of Thread Size Dia TPI DC LF APMX LU DCON Flutes Type Stock (Yen)
8306316 3/a 14 16 110 25 35 16 4 3 B | | 141,000
- PAOVDEHRBAIFP.E~BZTE T, - See p.5 ~6 for explanation of icons.
- ThreadPro®/\ A& A TIE[RILFED ] ZBIR T, - Please select "stairs" for the path type in ThreadPro.
A=CDHR@IFEEFRELTSED, A =The products have been stopped producing and replaced by AT-1 (p.8).
AT-T(PB)YIDBREESETLERVWTHEDFT,
nUa)E;E : Rp (PS) °G (PF) B{I:mm Unit:mm
Y—JUNo. |BEANMIYAX| LK AR 2R AR BIR |YvVIR| B \MRI(T| EE | FE@HE
EDP No. Range of Thread Size Dia DC LF APMX LU DCON Flutes Type Stock (Yen)
8306410 3/8 19 10 80 16 23 10 4 2 B|a 73,800

A IVDHRRBIEFP.5~6ZCE T,

- ThreadPro@/\ZA 541 F&[TILFED ] ZFEIRT L,

A=CDHRBIFEEFIELTSD.
AT-1(PB)NYDOBZEESBTULEREVWTHBDETY,

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

A =The products have been stopped producing and replaced by AT-1 (p.8).
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’\41 75*‘y th‘yg for HSS

PNGT

Type 1 & Type 3
o 1 ===
- APMX APNIX
— B
LF LF
‘ 1
N
’\’\A SPEED
=8 w0 ., U T
TN~ h6 | ps2
hU@Eiﬁ M B{i :mm  Unit:mm
W—JUNo. | &/Ivill 52 =R AR BMR | YvVIR B (BRI T | 'E | EEmS
EDP No. Min. Pro g Dia DC LF APMX LU DCON Flutes Type Stock (Yen)
8306012 1 ® | 44,900
M14 10 920 25 32 10 4 1
8306013 1.5 ® | 41,100
8306022 1 ® | 47,600
8306023 M16 1.5 12 105 30 38 12 4 1 @ | 44,000
8306024 2 @ | 44,000
8306032 1 ® | 54,500
8306033 1.5 ® | 50,000
8306034 M20 2 16 125 40 50 16 4 1 ® | 50,000
8306035 25 ® | 50,000
8306036 3 ® | 50,000
8306042 1 B ® | 60,800
8306043 1.5 ® | 55,600
8306044 M27 2 20 145 50 60 20 5 1 ® | 55,600
8306046 3 @ 55,600
8306047 3.5 ® | 55,600
8306052 1 ® | 71,000
8306053 1.5 @ 65300
M34 25 165 65 — 20 6 3
8306054 2 @® | 65300
8306056 3 @ 65300
8306063 1.5 ® | 76,800
8306064 M42 2 32 210 80 - 25 6 3 ® | 76,800
8306066 3 ® | 76,800
@ =1Z4FER @=Standard stock item
- PAOVDHRBEFP.5E~BZTE T, - See p.5 ~6 for explanation of icons.
- PNGT (M) (38 RUIMIERATY, - PNGT (M) is only for milling internal threads.
- ThreadProDJ/\ZA 54 FE[RILFED ] ZBIRTE L, - Please select "stairs" for the path type in ThreadPro.




INMAMRAXTSZRYPMAYEY s

.

P N G I Type 1 > Type 2 d
§ o & w
,,,,,,,,,,,,,,,,,,,, 7 Ve
8%,’,ii,7’77’7’H> Sfif'f I FET
<
APMX APMX 9'3

] L L
Z : | . 1
\ 2

2
“
|
|

il

[ SHANK | SFPEEEEDD APMX
TiN hé P52
LF ‘ LF
19 U@E;ﬁ ‘R (PT) *Rc (PT) B{i :mm  Unit:mm
Y—JUNo. |BAMIYAX| LUEK Nz =R IR BER | YvVIOR | BY |BRY(T| EE | EEEE
EDP No. Range of Thread Size Dia. DC LF APMX LU DCON Flutes Type Stock (Yen)
8306111 /g 19 10 80 16 23 10 4 2 ® | 47,100
8306114 V2 - 3/a 14 12 95 20 28 12 4 2 ® | 50,400
8306115 3/a 14 16 110 25 35 16 4 2 B | @®| 54900
8306118 1~2 11 20 125 32 42.5 20 5 2 ® | 59,700
8306119 1-Y2:2~6 11 32 175 50 — 25 6 4 ® | 77,700
@ =1ZHEEER @ =Standard stock item
- PAIVDEHRBIFP.E~BZTE T, - See p.5 ~6 for explanation of icons.
- ThreadProD/\ZA &1 FF[RILFED | ZEIR T T, - Please select "stairs" for the path type in ThreadPro.

13 UmE;ﬁ . RD (PS) B{i :mm Unit:mm
Y—JUNo. |BERANMIYAX| IL#K HNE 2R AR BIR |YvVIR | BYR PRI T| EE | FE@HE
EDP No. Range of Threa a DC LF APMX LU DCON Flutes Type Stock (Yen)
8306121 3/8 19 10 80 16 23 10 4 1 @® | 39,800
8306124 12~7/8 14 12 95 20 — 12 4 1 ® | 42,300
8306125 3/4-7/8 14 16 110 25 35 16 4 1 B | @| 46,500
8306128 1~3-1» 11 20 125 32 42.5 20 5 1 ® | 50,600
8306129 1-12~6 11 32 175 50 - 25 6 1 ® | 66,300

@ =1ZHEEER @ =Standard stock item
c PAIVDHBAIFP.5~6FTE T, - See p.5 ~6 for explanation of icons.
- ThreadProD/\A & A F (& [RILFED] ZZIR T, - Please select "stairs" for the path type in ThreadPro.
o~
—
—_
=0 s ., Od W
TN -~ he | ps2
19 UQE;E :G (pF) Bl :mm Unit:mm
Y—JUNo. |BEAMIYAX| LUEK R 2R IR BER | YvVO8 | B |BRYAT| EE | EEE
EDP No. Range of Threa 3 DC LF APMX LU DCON Flutes Type Stock (Yen)
8306131 3/g 19 10 80 16 23 10 4 1 ® | 39,800
8306134 1a~7/8 14 12 95 20 — 12 4 1 ® | 42,300
8306135 3/a-7/8 14 16 110 25 35 16 4 1 B | @| 46,500
8306138 1~3-12 11 20 125 32 42.5 20 5 1 ® | 50,600
8306139 1-12~6 11 32 175 50 — 25 6 3 ® | 66,300
@ =1ZHEER @ =Standard stock item
AV DHBAIFP.5~6ZTE T, - See p.5 ~6 for explanation of icons.
- PNGT (G(PF)) [E$RUIMTEATT, - PNGT (G (PF)) is only for milling internal threads.
- ThreadProD/\ZA 541 FF[RILFED | ZFEIR T T, - Please select "stairs" for the path type in ThreadPro.
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Ea”ulm Z_l \°_ 705 * ‘y hjj ‘y 9 Super-Planet Cutter for Multifunction Milling

DR-PNAC

gl 4 A
@ 200 ) ] ¢
. 4n
APMX LS
g" OAL
=X B a1
FX 25 hé P24
B{I:mm Unit:mm
EDP No. Mill Dia DCX OAL 2n LS DCD ds DN DCON | Flutes | Stock (Yen)
8330400 M 6 X1 -2D| 48 62 121 | 1 14.7 36 5 6.3 7 8 2 @®| 60,200
8330412 M 8 X1.25-2D| 6.5 75 151 | 13 185 | 40 6.8 8.3 9 10 2 @®| 69,300
8330413 M 8 X1 -2D| 6.7 75 151 ] 13 185 | 40 7 8.3 9 10 2 ®| 72,800
8330424 M 10 X1.5 -2D| 8.2 79 196 | 1.5 237 | 45 85 | 103 | 11 12 2 @ | 78,600
8330425 | M 10 X1.25-2D | 85 79 20.1 | 15 24 45 88 | 103 | 11 12 2 C|@®| 82400
8330426 M 10 X1 -2D| 8.7 79 20.1 | 15 24 45 9 103 | 11 12 2 @ | 82,400
8330436 | M 12 X1.75-2D | 9.9 89 229 | 1.8 274 | 48 103 | 123 | 135 16 2 @ 105,000
8330437 | M 12 X1.5 -2D | 10.2 89 241 | 1.8 286 | 48 10.5 | 123 | 135 16 2 @ (110,000
8330438 | M 12 X1.25-2D | 10.2 89 239 | 1.8 283 | 48 10.8 | 123 | 135 16 2 @ (110,000
@ =IZ#EER @=Standard stock item
- PAIVDEHRBPIFP.E~BZTE T, - See p.5 ~6 for explanation of icons.
- DR-PNAC(Z8$RUIITERATTI, - DR-PNAC s only for milling internal threads.
- MITRURE=FURX2 - Tapping length = thread dia. X2

Eehulm 5E7.Q1qi 1_’ \°_ 75 * ‘y I\jj ‘y g Super-Planet Cutter for Multifunction Milling with Internal Coolant Supply

DR-O-PNAC

DCON

APMX LS
N OAL
2 e Mo NN WIS
FX 25 hé P24
BfiI:mm  Unit:mm
w—JLNo. U SME | 28 | oy | FUVE| o, |JvV7R| FUVE[EEDE| BE |vrvoE| A | W | BEm
EDP No. Mill Dia DCX OAL 2n LS DCD ds DN DCON Flutes Stock (Yen)
8330500 M 6 X 1 -2D | 438 62 12.1 1 14.7 36 5 6.3 7 8 2 @® | 65,900
8330512 M 8 X 1.25 -2D | 6.5 75 15.1 1.3 18.5 40 6.8 8.3 9 10 2 c ® | 75,400
8330524 M 10 X 1.5 -2D| 8.2 79 19.6 1.5 23.7 45 8.5 | 103 11 12 2 @ | 84,800
8330536 M 12 X 1.75 -2D | 9.9 89 229 | 1.8 274 | 48 103 | 123 135 | 16 2 @ 113,000
@ = IZ#EER @=Standard stock item
- PAIVDHRBPIFP.E~BZTE T, - See p.5 ~6 for explanation of icons.
- DR-O-PNAC(EHRUIMTIEATT, - DR-O-PNAC is only for milling internal threads.
- DR-O-PNACICIEFENZHF@ICHNNDSHDF T, - DR-O-PNAC has oil hole.
- MITRURE=FUREX2 - Tapping length = thread dia. X2

s



.1_’ \0—75*‘7 h ”uI,gi! Machining Technique

OBt @TFIUINI&
bart EEO T
Drilling &
chamfering

ik RULEBC TN LI Z4T
W W CHEEXD XEZEE U
O DEED ML ZTVET,
CDF. RUINITASRIE R
UILEBX DD FHICIE L
B2 TWLWBTcsh. TUTAEE(C
FFSHLFEEA.

(0/6)

Drilling and Chamfering: The
thread part of the cutter does
not touch the wall of the hole
because of the larger drill
diameter.

ARL

Reverse

TEZ#@ABM@EIC] ~2
EvFHRd, XRIED
RQULIOINTEFICEED
HNEHT—TICFHLIE
WEKDICTBcHTT,
RIEFMIRS.IE
DEDAHBMEICKDER
oF: 8

®

The cutter is pulled out 1 or
2 pitches to ensure that the
helical thread motion does
not interfere with the already-
made chamfer. The amount of
this removal depends on the

length of milling and direction
of the cutter.

®UY—R

Release

@r7JO—F

Approach

®HRLINT

Threading

7

@Oe®
ANUAIAIEITRUEIID TS XA MI(BELTL
PIEZTNAEICEOCIREIHAEIC1Y—

@5%=T

Remove

TERFNROADLET
RENfz&. 5lE LT

ROEAEICED) ZITVWER T, 7 TO—FFN SNIIZ#RTLSE
UAILEIRIZITVIED SR L ICEIDAT FFED ED

MIEE. MIMNEOECEINTY, e, D

B (C5Eim B UIL DA BB IEIZ1T STz, T
ENERUICIERUERRICED LEN TEE T,

®e® @

Finally, the thread is cut with helical milling. The best Remove tool.

method

is to mill gradually to ensure the highest level

of precision.

DR-PNAC:DR-O-PNAC tIHISRHFEHER cutting conditions

WEIA

Work Material

Cast Iron

¥ U 5 4 )L B #

Ductile Cast Iron

ZILEZO LhEE X

Aluminum Alloy 3¢

PIVEZOULEEHEY

Aluminum Alloy Casting

J14FvANETIVIZOLEE

Aluminum Alloy Casting for Die Casting

NIRVULEEHEY

Magnesium Alloy Casting

B 8 & % 9

Zinc Alloy Casting

BROUBEGTSAFvY

Thermo Plastic

Internal Threads

RYUIL

Drills

SIHLRE 3.0—UDBEMEPEE. F vy I OBIELCE>TIIYIEIREE
i LEADUNENHDET.
FC 0.02~0.04 4 RUIICREIHRVES. AEKEYFORUZINLT 5155(F.
IZNEHDZEDEZEEEL. MEICHIFTIMIULTFEL,
FCD 130~1000.02~004/01 ~02| 51T e EiFnalnT —/NCE>TED F—IDADHEL
prses | 80~200)0.02~0.05 0.1 ~02 BEE. EOAY N EFND) BEMLTFEL,
B8.A—/I\=TSRY RTRUILDYIDLLFHEETDPTVEE(F.
<Si13% |80~200 |0.02~0.05| 0.1 ~0.2 ATV ITEDZELUTTEL,
25i13% |80~200 |0.02~0.04| 0.05 ~0.1 1. The indicated speeds and feeds are for water soluble oil.
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
machine, tool holders, and workpiece clamping.
ZDC |80~200 0.02~0.05|0.1 ~0.2 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
80~200 |0.02~0.05 [ 0.1 ~0.2 segments.

XPIWEZULSEICIIDR-O-PNACEHERELE T,

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

&

1. COUMBISREREERE. KEMTEIBRZERT 550D
—63-0
2XIRVDLEECIE. KBEIEIHF HERATEX B,

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.
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How to choose HYPRO-P (Indexable Thread Mill)

RUBENEL DA Y — S 1XRDINT « [CEDF I D EHAREE/NATOTSRY by S,

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

/)] ADZDRU TEIFENIZDOD ? = e—— -
QCOYA ADTORUENS LRI LNEOD EENTEESEUEL EHIcH.
Q. DA VY — NMIZTDKRFT « [CRD (FIFETREIZ DD ? TOTEEEREZESBETE,

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

Q- %E%EE5¢DTI§JE;‘§’\“|3§L\L\G}D\ 9 specific needs.

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

f51) M56 LiITR<E82mmoil Lo EOKRSICTIEZEEREIE

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

EBEXR (P27 ~34) fbFZHEYF - RUYA XEEYITvITT S,

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

SR HAZ TILFRAV N Multi-Point DIGIUIRA N Single Point
Tiniees] S BRI LA Tool Holder B /P — N nsert BT LS Tool Holder Y — BNinsert
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 ~ TMC25-5 124/004 513.5ISOTM2
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 Das-22:3U 3UIDEGOTM
M 58 ~ TM2C32-5 5I3.51SOTM2
M 62 ~ TM6SC D56-22-3U 3UIDE60 TM
FEROHFHSRUIITRE82mmb I TAEEFRT « 2 DIAL,
In the identified items, look for bodies that can be used for cutting 82 mm of tapping length.
aly — Ry - o X%
IIAEETR = QUITRE+ (EvFX1.57) < @
Appropriate tool = Tapping length + (Pitch x 1.5) < @
0Lt - VILFEKALY PDIFES wuirom B MR (LU)
@ s IV TIRAY RDBZE sigerone  + MAMIER (L1)
#l) M56 % 3.5. 0 82 I ° Y — 8 2
L\
RUITRE82MmDIES mm + (EvFX1.5") =87.25mm
Example : M56X 3.5, tapping length = 82mm 1
3.5mmX1.5P
H¥EMRUILTREZRIRT DI DEMIEIET Y, MTICHDERAETEL,
These are recommended values to ensure effective tapping length. Please make adjustment depending on the cutting condition.
=] " . 3 — - -
FOT.BEFR/BRIIERH87.25mmElEDKRT 1 &R DAL
Consequently, look for bodys that are at least 87.25 mm in neck length / maximum milling length.
.7'[]3"7'{4? h Multi-Point I’J"Jﬁlllﬂ'\"fy l\ Single-Point .lﬁ7947 Bore Type
O Type  BTRwW O Type | BANISL MITEETERE]MD I 27 —/INIC &> TRIED .
TMC25-5 124/004 40 TM2SC 18C23-86-2U 86 BFHFEOT7—/INEGDOETTHEITEL,
TMC25-5 52 TM3SC 20C26-105-2U 105 Appropriate tool differ depends on arbor to be mounted. Please consider tools
TMC32-5 58 TM4SC 25C31-115-2U 15 with arbor
TMLC25-5 92 TM3SC 28C36-144-3U 144
TMLC32-5 98
TMNC32-5 58

8



CCECDEEZ ThreadPro TIFEHEICTITS C EDTIHETT

ThreadPro follows these steps automatically.

el ALY RSIIVA NCTOOISLIERY T+

ThreadPro Revamped Thread Milling NC Code Generator Software

AJE®E = ThreadPro

Data entry screen

I Peaay L 3|qexapu

b
%
S
1]
3
<
f
7

TIWIIT
R |

Enter information via
dropdown list!

*ﬁi%t% ‘Q_iThteadPru
ZRiIA
Search results e T A2 —| jEDP
.. HY-PROP Single Point  TM55C D48-22-3U 3UIDESOTM
... HY-PROP Single Point  TM45C D42-16-3U 3UIDESOTM Ey % I E E
. HYPROPMuli Point  TMLC32-5 513,5150TM2 : 44 -
.. HY-PROP Single Point ~ TM35C 28C36-144-3U0  3UIDESOTM

1 : —sz2a
.. HYPROP Single Point  TM45C 25C31-115-2U  2UIDCS0TM ﬂﬁﬂ% IL_ 1&@ I

.. HY-PROPMufiPoint  TMLC25-5 S[3.5150TM2 ) -
.. HYPROP Single Point  TM35C 20C26-105-2U  2UIDCE0TM Tool selection doneina

split second!

Q8AIE P.B8

for FAQ

Bl EDF 1 TDITEZEENELN?

Example: What type of tool should | choose?

MIRBECENICH Ot TEZ BBV TS,

Choose a tool that suits your work environment and purpose.

BIILFKRAV b BOVIIRAY RA MU= vV
Multi-Point Single-Point (Straight Shank)

s NUI—-YavVhEE > * ZARI FEFEOKERUICRE
° %mn Ua‘jmﬂ'ﬁg « Suitable for large diameter threads, such as eyebolts.

« Many variations

« Suitable for pipe threads can be cut - 1EEOA Y — MNTEHOE w FOITIHa e
) ) - 1MDA VY — RT3 O—FERTEE
N : O Y — N RN T TR
H21D. LES DI TAHETHE - REULESEMTICADE BT ENTHE
. $HRL - BRURAE

« One type of insert can cut different pitches

« Asingle piece of insert has multiple crests to . Threg corners per in§ert . . .
cut the corresponding number of threads. « Multiple inserts achieves high-efficiency cutting
« For both internal and external threads « Adjustable overhang length for specific cutting conditions




HY' PRO P 19 U .U- 4 z‘lsu Iﬁ%iﬁ Tool Selection Guide by Screw Size

)( - h)b&)n Um Metric screw thread (internal)

MU+ X

Thread Size

TIVFIRAV ~ Multi-Point

BISRT A Tool Body

VG IViRkA b Single Point

B P — N insert BIHRT « Tool Body B P — K insert

M 13 ~ TMC12-2, TMC20-2 210.51SOTM2
W 1y - TMC16-3 124/001 310.51S0TM2

TMNC16-3 310.5 S0 TM2

TM2C20-2 210.51S0TM2

boss M 19~ TMC16-3 310.51S0TM2
M 21 ~ TMNC20-3 310.51SOTM2

M 22 ~ TMC20-3 310.51S0TM2

M 24 ~ TMLC25-3 310.51S0TM2

M 28 ~ TM2C25-3 310.5 SO TM2

M 51 ~ TMSH-D50-FMA25.4-3 310.51S0TM2

M 14 ~ TMC12-2. TMC20-2 210.75 ISOTM2

M 18 ~ TMC16-3 124/001. TMNC16-3 310.751SOTM2

TM2C20-2 210.75 IS0 TM2

M9~ T™MC16-3 310.751SOTM2

PO.75 M 22 ~ TMNC20-3 310.75 ISOTM2
M 23 ~ TMC20-3 310.75 ISOTM2

M 25 ~ TMLC25-3 310.75 ISO TM2

M 29 ~ TM2C25-3 310.75 ISOTM2

M 52 ~ TMSH-D50-FMA25.4-3 310.75 ISOTM2

M 15 ~ TMC12-2. TMC20-2 211.01S0TM2

TMC16-3 124/001 311.01S0TM2

M9~ TMNC16-3 311.01SOTM2

TM2C20-2 211.01S0T™M2

M 20 ~ T™MC16-3 311.01SOTM2

M 22 ~ TMNC20-3 311.01S0TM2

M 23 ~ TMC20-3 311.01SOTM2

M 25 ~ TMLC25-3 311.01SOTM2

M 28 ~ TMC25-5 124/004 511.01SOTM2

P M 29 ~ T™M2C25-3 311.01SOTM2
M 33 ~ TMC25-5. TMLC25-5 511.01SOTM2

M 41 ~ TMC32-5. TMLC32-5. TMNC32-5 511.01SOTM2

M 46 ~ T™M2C32-5 511.01SOTM2

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

M 66 ~ TMSH-D63-FMA25.4-5 511.01SOTM2

M 83 ~ TMSH-D80-FMA25.4-5 511.01SOTM2

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

M128 ~ TMSH-D125-FMA38.1-5 511.01SOTM2

M 16 ~ TMC12-2.TMC20-2 211.25 1SOTM2

TMC16-3 124/001 311.251SOTM2

M 20 ~ TMNC16-3 311.251SOTM2

TM2C20-2 211.25 SO TM2

M 21 ~ TMC16-3 311.25 ISOTM2

M 23 ~ TMNC20-3 311.251SOTM2

M 24 ~ TMC20-3 311.25 IS0 TM2

M 26 ~ TMLC25-3 311.25 IS0 TM2

M 29 ~ TMC25-5 124/004 511.251SOTM2

P1.25 M 30 ~ TM2C25-3 311.25 1SOTM2
M 35 ~ TMC25-5. TMLC25-5 511.25 ISOTM2

M 42 ~ TMC32-5. TMLC32-5. TMNC32-5 511.25 ISOTM2

M 48 ~ TM2C32-5 511.251SOTM2

M 55 ~ TMSH-D50-FMA25.4-3 311.25 IS0 TM2

M 68 ~ TMSH-D63-FMA25.4-5 511.25 ISOTM2

M 85 ~ TMSH-D80-FMA25.4-5 511.251SOTM2

M105 ~ TMSH-D100-FMA31.75-5 511.25 ISO TM2

M130 ~ TMSH-D125-FMA38.1-5 511.25 ISOTM2

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

P15 TMC16-3 124/001 311.51S0TM2
M 20 ~ TMNC16-3 311.51S0TM2

KBEXNFIFREFEELLEDT T,

% Blue characteres are special order items.
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a1 X

Thread Size

RIVFRAY b~

BIHRT A Tool Body

Multi-Point

BIGA Y — B Insert

Y VGIUiRA >k Single Point

JBFRT A Tool Body

BIA Y — S Insert

TM2C20-2 211.51S0TM2
M 22~ TMC16-3 311.5 ISOTM2
M 24 ~ TMNC20-3 311.51SOTM2
M 25 ~ TMC20-3 311.51SOTM2
M 26 ~ TM25C 18C23-86-2U 2UIDB60TM
M 27 ~ TMLC25-3 311.51SOTM2
M 28 ~ TM35C 20C26-105-2U 2UIDB60TM
M 30 ~ TMC25-5 124/004 511.51SOTM2
M 31 ~ TM2C25-3 311.51SOTM2
M 33 ~ TM45C 25C31-115-2U 2UIDB60TM
M 35 ~ TMC25-5. TMLC25-5 511.51SOTM2
M 39 ~ TM35C 28C36-144-3U 3UIDB60TM
M 40 ~ TMC32-6B 6B11.51SOTM2
P15 M 43 ~ TMC32-5. TMLC32-5, TMNC32-5 511.51SOTM2
M 45 ~ TM45C D42-16-3U 3UIDB60TM
M 48 ~ TM2C32-5 511.51SOTM2
M 51 ~ TMC40-6B 6B11.51SOTM2
M 52 ~ TM55C D48-22-3U 3UIDB60TM
M 56 ~ TMSH-D50-FMA25.4-3 511.51SOTM2
M 59 ~ TMLC42-68 6B11.51SOTM2
M 60 ~ TM65C D56-22-3U 3UIDB60TM
M 69 ~ TMSH-D63-FMA25.4-5 511.51SOTM2
TMSH-D80-FMA25.4-68 6B11.51SOTM2
M 86 ~ TMSH-D80-FMA25.4-5 511.5 SO TM2
M106 ~ TMSH-D100-FMA31.75-5 511.5 SO TM2
M131 ~ TMSH-D125-FMA38.1-5 511.51SOTM2
M 21 ~ TMC16-3 124/001. TMNC16-3 311.751SOTM2
M 23 ~ TMC16-3 311.75 1SOTM2
M 25 ~ TMNC20-3 311.751SOTM2
M 26 ~ T™MC20-3 311.75 S0 TM2
M 28 ~ TMLC25-3 311.75 S0 TM2
M 31 ~ TMC25-5 124/004 511.751SOTM2
M 32 ~ TM2C25-3 311.75 1SOTM2
P1.75 M 36 ~ TMC25-5. TMLC25-5 511.751SOTM2
M 44 ~ TMC32-5. TMLC32-5, TMNC32-5 511.75 ISOTM2
M 49 ~ TM2C32-5 511.751SOTM2
M 57 ~ TMSH-D50-FMA25.4-3 311.75 S0 TM2
M 70 ~ TMSH-D63-FMA25.4-5 511.75 SO TM2
M 87 ~ TMSH-D80-FMA25.4-5 511.751SOTM2
M107 ~ TMSH-D100-FMA31.75-5 511.75 ISOTM2
M132 ~ TMSH-D125-FMA38.1-5 511.75 SO TM2
M 14 ~ M21 | TMC12-2. TMC20-2 212.01SO TM 028/004
M 22 ~ TMC16-3 124/001. TMNC16-3 312.01SOTM2
M 23 ~ T™MC16-3 312.01SOTM2
M 25 ~ TMNC20-3 312.01SOTM2
M 26 ~ TMC20-3 312.01SOTM2 TM2SC 18C23-86-2U 2UIDB60TM
M 28 ~ TMLC25-3 312.01SOTM2
M 29 ~ TM35C 20C26-105-2U 2UIDB60TM
M 32 ~ TMC25-5 124/004 512.01SOTM2
P2 M 33 ~ TM2C25-3 312.01SOTM2
M 34 ~ TM45C 25C31-115-2U 2UIDB60TM
M 37 ~ TMC25-5, TMLC25-5 512.01SOTM2
M 39 ~ TM35C 28C36-144-3U 3UIDB60TM
M 42 ~ TMC32-6B 6B12.01SOTM2
M 44 ~ TMC32-5. TMLC32-5, TMNC32-5 512.0 ISOTM2
M 45 ~ TMA4SC D42-16-3U 3UIDB60TM
M 50 ~ TM2C32-5 512.0 IS0 TM2
M 52 ~ TM5SC D48-22-3U 3UIDB60TM

HENFRIREIEELLDET,

% Blue characteres are special order items.
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HY' PRO P 19 U .U- 4 z‘lsu Iﬁ%iﬁ Tool Selection Guide by Screw Size

N FROM |

TIVFIRAV ~ Multi-Point

VG IViRkA b Single Point

HSRLYAZ
Thread Size BT A Tool Body B P — N insert BIHRT « Tool Body B P — K insert
M 53 ~ TMC40-6B 6BI 2.0 ISO TM2
M 57 ~ TMSH-D50-FMA25.4-3 312.01SOTM2
M 60 ~ TMLC42-6B 6BI 2.0 ISOTM2 TM6SC D56-22-3U 3UIDB60 TM
M 70 ~ TMSH-D63-FMA25.4-5 512.0 ISOTM2
P2 M 87 ~ TMSH-D80-FMA25.4-6B 6BI 2.0 ISO TM2
TMSH-D80-FMA25.4-5 512.0ISOTM2
M107 ~ TMSH-D100-FMA31.75-5 512.0 ISOTM2
M132 ~ TMSH-D125-FMA38.1-5 512.0 ISOTM2
M 20 ~M 21 TMC16-3 124/001 312.5ISOTM 028/005
M 22 ~M 34 TMC25-4 124/002 412.5I1SOTM 028/006
M 27 ~ TM2SC 18C23-86-2U 2UIDC60 TM
M 30 ~ TM3SC 20C26-105-2U 2UIDC60 TM
M 34 ~ TMC25-5 124/004 512.51SOTM2 TMA4SC 25C31-115-2U 2UIDC60 TM
M 40 ~ TMC25-5. TMLC25-5 512.51SOTM2 TM3SC 28C36-144-3U 3UIDE60 TM
e M 46 ~ TM4SC D42-16-3U 3UIDE60 TM
M 47 ~ TMC32-5.TMLC32-5. TMNC32-5 512.5I1SOTM2
M 52 ~ TM2C32-5 512.51SOTM2 TM5SC D48-22-3U 3UIDE60 TM
M 60 ~ TM6SC D56-22-3U 3UIDE60 TM
M 73 ~ TMSH-D63-FMA25.4-5 512.51SOTM2
M 90 ~ TMSH-D80-FMA25.4-5 512.51SOTM2
M110 ~ TMSH-D100-FMA31.75-5 512.51SOTM2
M135 ~ TMSH-D125-FMA38.1-5 512.51SOTM2
M 24 ~M 35 TMC25-4 124/002 413.0 ISOTM 028/007
M 27 ~ TM2SC 18C23-86-2U 2UIDC60 TM
M 30 ~ TM3SC 20C26-105-2U 2UIDC60 TM
M 35 ~ TM4SC 25C31-115-2U 2UIDC60 TM
M 36 ~M 42 TMC25-5,. TMLC25-5 513.0 ISOTM 028/009
M 37 ~ TMC25-5 124/004 513.0 ISOTM2
M 41 ~ TM3SC 28C36-144-3U 3UIDE60 TM
M 42 ~ TMC25-5,. TMLC25-5 513.0 ISOTM2
M 47 ~ TMC32-6B 6BI 3.0 ISO TM2
M 48 ~ TM4SC D42-16-3U 3UIDE60 TM
P3 M 50 ~ TMC32-5,.TMLC32-5,. TMNC32-5 513.0 ISOTM2
M 52 ~ TM5SC D48-22-3U 3UIDE60 TM
M 55 ~ TM2C32-5 513.0 ISOTM2
M 58 ~ TMC40-6B. TMLC42-6B 6BI13.0 ISO TM2
M 60 ~ TM6SC D56-22-3U 3UIDE60 TM
M 75 ~ TMSH-D63-FMA25.4-5 513.0 ISOTM2
M 92 ~ TMSH-D80-FMA25.4-6B 6BI 3.0 ISO TM2
TMSH-D80-FMA25.4-5 513.0 ISOTM2
M112 ~ TMSH-D100-FMA31.75-5 513.0 ISOTM2
M137 ~ TMSH-D125-FMA38.1-5 513.0 ISOTM2
TM2SC 18C23-86-2U 2UIDC60 TM
M 30 ~ TM3SC 20C26-105-2U 2UIDC60TM
M 30 ~M 37 TMC25-5 124/004 513.5ISOTM 028/008
M 36 ~ TM4SC 25C31-115-2U 2UIDC60 TM
M 41 ~ TMC25-5 124/004 513.51SOTM2
M 42 ~ TM3SC 28C36-144-3U 3UIDE60 TM
P35 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 ~ TM5SC D48-22-3U 3UIDE60 TM
M 58 ~ TM2C32-5 513.51SOTM2
M 62 ~ TM6SC D56-22-3U 3UIDE60 TM
M 77 ~ TMSH-D63-FMA25.4-5 513.51SO TM2
M 94 ~ TMSH-D80-FMA25.4-5 513.51SOTM2

KBENFIFREFEEELEDT T,

% Blue characteres are special order items.
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TILFRA ~  Multi-Point Y VGIUiRA >k Single Point

a1 X

Thread Size BT A Tool Body BIHA P — N insert TSR T A Tool Body BIHA P — N 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 b 5
M 36 ~M 42 | TMC25-5.TMLC25-5 514.01SO TM 028/010 ﬁ ]
M 42 ~ TM3SC 28C36-144-3U 3UIDH60 TM X5
M 44 ~ TMC25-5 124/004 514.01SOTM2 m;
M 48 ~ TMC25-5, TMLC25-5 514.01SOTM2 TM4SC D42-16-3U 3UIDH60TM Ei 8
M 54 ~ TMC32-6B 6B1 4.0 1SOTM2 $ =
M 55 ~ TM5SC D48-22-3U 3UIDH60 TM =
P4 M 56 ~ TMC32-5. TMLC32-5. TMNC32-5 514.01SOTM2 7
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 6BI 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 SO TM2
M 80 ~ TMSH-D63-FMA25.4-5 514.51SOTM2
TMSH-D80-FMA25.4-6B 6BI 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 1SOTM2
TM3SC 28C36-144-3U 3UIDH60TM
M 56 ~ TMC32-6B 6B15.51SOTM2 TM4SC D42-16-3U 3UIDH60TM
TM5SC D48-22-3U 3UIDH60TM
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 6B1 5.5 ISOTM2
TM3SC 28C36-144-3U 3UIDH60TM
M 64 ~ TMC32-6B. TMC40-6B 6BI 6.0 1SO TM2 TMASC D42-16-3U SUIDH60TM
o6 TM5SC D48-22-3U 3UIDH60 TM
TM6SC D56-22-3U 3UIDH60TM
M 76 ~ TMLC42-6B 6B1 6.0 1SOTM2
M103 ~ TMSH-D80-FMA25.4-6B 6B16.0 ISOTM2

KEXFRIRIEELLDET,

% Blue characteres are special order items.

&




HY' PRO P 19 U .U- 4 z‘lsu Iﬁ%iﬁ Tool Selection Guide by Screw Size

1: 7 7 ‘rwh Um Unified screw thread (internal)

R LHA X TIVFRA K Multi-Point VGIikA4 Tk Single Point

e i BIGRT + Tool Body BEIHA Y — N insert BT A Tool Body BISA Y — N insert
™ Y2 ~ TMC12-2,TMC20-2 21 48 UNTM2
% ~ TM2C20-2 2148 UNTM2
%6 ~ TMC12-2, TMC20-2 2132 UNTM2
Whe ~ $m§1c61‘63_;24/°°1 3132 UNTM2
TM2C20-2 2132 UNTM2

32 %~
TMC16-3 3132 UNTM2
s ~ TMNC20-3,TMC20-3 3I132UNTM2
1~ TMLC25-3 3132 UNTM2
1 %~ TM2C25-3 3132 UNTM2
%he ~ TMC12-2,TMC20-2 2128 UNTM2
e ;mﬁg—;\gmcw-s 124/001 o e
e TM2C20-2 2128 UNTM2
28 T™MC16-3 3128 UNTM2
s ~ TMNC20-3 3128 UNTM2
156 ~ TMC20-3 3128 UNTM2
1~ TMLC25-3 3128 UNTM2
1 %6 ~ TM2C25-3 3128 UNTM2
%he ~ TMC12-2,TMC20-2 2124 UNTM2
% ~ m%:; 24/001 3124 UNTM2
. TM2C20-2 2124 UNTM2
T™C16-3 3124 UNTM2
s ~ TMNC20-3 3124 UNTM2
" 1%6 ~ TMC20-3 3124 UNTM2
1~ TMLC25-3 3124 UNTM2
1 %~ TMC25-5 124/004 5124 UNTM2
1 %6 ~ TM2C25-3 3124 UNTM2
1 %he ~ TMC25-5, TMLC25-5 5124 UNTM2
1 %~ mﬁsczg—zs_\sTMLcsz-s 5124 UNTM2
1 %~ TM2C32-5 5124 UNTM2
Yo ~ TMC12-2,TMC20-2 2120 UNTM2
e ~ s 124001 3120 UNTM2
e TM2C20-2 2120 UNTM2
TMC16-3 3120 UNTM2
154 ~ TMNC20-3 3120 UNTM2
1 == TMC20-3 3120 UNTM2
2 1 Yhe ~ TMLC25-3 3120 UNTM2
1 Yo ~ TM2C25-3 3120 UNTM2
TMC25-5 124/004 5120 UNTM2
1 3%~ TMC25-5, TMLC25-5 5120 UN TM2
1 %~ Thazs, TMLC32:5 5120 UNTM2
1 %~ TM2C32-5 5120 UNTM2
Whe ~ TMC12-2, TMC20-2 2118 UNTM2
e ~ $m§1cﬁ‘63_;24/°°1 3118 UNTM2
Yo~ TM2C20-2 2I 18 UNTM2
TMC16-3 3118 UNTM2
18 %6 ~ TMNC20-3 3118 UNTM2
1~ TMC20-3 3118 UNTM2
1 Yie ~ TMLC25-3 3118 UNTM2
1 %6 ~ TMC25-5 124/004 5118 UNTM2
1 Y%~ TM2C25-3 3118 UNTM2
1 %~ TMC25-5, TMLC25-5 5118 UNTM2
MENFFZEEELLDFD, % Blue characteres are special order items. m

s



ALY X VILFRA ~ Multi-Point TVGIUIRA 2 k  Single Point

Thread Size BIHRT « Tool Body BISA Y — N insert BT A Tool Body BISA Y — N insert
18 16 ~ mggﬁ’_‘;w‘c”'s 5118 UNTM2
1% ~ TM2C32-5 5118 UNTM2
e ~ TMC12-2, TMC20-2 2116 UNTM2
3o ~ TS 124/001 3116 UNTM2 z‘% 5
o TM2C20-2 2116 UNTM2 v 2
TMC16-3 3116 UNTM2 ok
e ~ TMNC20-3 3116 UNTM2 s
1~ TMC20-3 3116 UNTM2 TM25C 18C23-86-2U 2UIDB60TM 58
1 Yo ~ TMLC25-3 3116 UNTM2 Xz
1 %~ TM3SC 20€26-105-2U 2UIDB60TM 5
16 1 %16 ~ TMC25-5 124/004 5116 UNTM2
1 %~ TM2C25-3 3116 UNTM2
1 %~ TM45C 25C31-115-2U 2UIDB60TM
1 % ~ TMC25-5, TMLC25-5 5116 UNTM2
1 %6 ~ TM3SC 28C36-144-3U 3UIDB60TM
1"%e ~ mag;_‘sm"c”'s 5116 UNTM2
1 %~ TM45C D42-16-3U 3UIDB60TM
1% ~ TM2C32-5 5116 UNTM2
2~ TM5SC D48-22-3U 3UIDB60TM
2 %~ TM6SC D56-22-3U 3UIDB60 TM
e ~ TMC12-2, TMC20-2 2114 UNTM2
o~ m&i:; 24/001 3114 UNTM2
ke TM2C20-2 2114 UNTM2
TMC16-3 3114 UNTM2
1~ TMNC20-3, TMC20-3 3114 UNTM2 TM25C 18C23-86-2U 2UIDB60 TM
1 %~ TMLC25-3 3114 UNTM2 TM3SC 20€26-105-2U 2UIDB60TM
' e TM2C25-3 3114 UNTM2
14 TMC25-5 124/004 5114 UNTM2
1 %~ TM45C 25C31-115-2U 2UIDB60TM
1 % ~ TMC25-5, TMLC25-5 5114 UNTM2
1 %~ TM3SC 28C36-144-3U 3UIDB60TM
1%~ TVCa2s, TMLC32S 5114UNTM2 TM4SC D42-16-3U 3UIDB60TM
1% ~ TM2C32-5 5114 UNTM2
~ TMS5SC D48-22-3U 3UIDB60TM
2 %~ TM65C D56-22-3U 3UIDB60TM
%~ T3 124001 3113 UNTM2
e ~ TMC16-3 3113 UNTM2
1~ TMNC20-3 3113 UNTM2
1 e ~ 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
e ~ TMC16-3 3112UNTM2
12 1~ TMNC20-3 3112 UNTM2
1 Ye ~ TMC20-3 3112 UNTM2 TM25C 18C23-86-2U 2UIDB60TM
1 %~ TMLC25-3 3112 UNTM2
HENFFZEEELLEDFTT, % Blue characteres are special order items. m

pocid 52



HY' PRO P 19 U .U- 4 z‘lsu Iﬁ%iﬁ Tool Selection Guide by Screw Size

N FROM |

R LHA X TIVFRA K Multi-Point VGIikA Tk Single Point
e i BIGRT o Tool Body BEIHA Y — N insert BT A Tool Body BEISA Y — N insert
1 %6 ~ TM3SC 20C26-105-2U 2UIDB60 TM
1 %~ TMC25-5 124/004 5112 UNTM2
1 %6 ~ TM2C25-3 3112 UNTM2
1 %~ TM4SC 25C31-115-2U 2UIDB60 TM
1%~ TMC25-5, TMLC25-5 5112 UNTM2
12 1 %6 ~ TM3SC 28C36-144-3U 3UIDB60TM
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
s~ mﬁgg;z‘” o8 3111.5 UNTM2
5he ~ TMC16-3 3111.5 UNTM2
1 Y ~ 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
1196 ~ 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 Yhe ~ 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 %6 ~ TMC25-5, TMLC25-5 5110 UNTM2
10 1 %~ TM3SC 28C36-144-3U 3UIDE60 TM
1 %~ mﬁscze’-zs_;TMLcsz-s 5110 UNTM2 TM4SC D42-16-3U 3UIDE60 TM
2 Yhe ~ TM2C32-5 5110 UNTM2
2 Y%~ TM5SC D48-22-3U 3UIDE60 TM
2 h~ TM6SC D56-22-3U 3UIDE60 TM
1 %~ TMC25-5 124/004 519 UNTM2
116 ~ TMC25-5, TMLC25-5 519 UNTM2
° 2~ TVC32S, TMLCS2:5 519 UNTM2
2 %he ~ TM2C32-5 519 UNTM2
1 Yhe ~ TM2SC 18C23-86-2U 2UIDC60 TM
1 %6 ~ TM3SC 20C26-105-2U 2UIDC60 TM
1 %~ TMC25-5 124/004 518 UNTM2
1 %6 ~ TM4SC 25C31-115-2U 2UIDC60 TM
1 %~ TM3SC 28C36-144-3U 3UIDE60 TM
a 116 ~ TMC25-5. TMLC25-5 518 UNTM2
11%6 ~ TM4SC D42-16-3U 3UIDE60 TM
2~ mﬁsé-zs_\sTMLcsz-s 518 UNTM2
2 %~ TM5SC D48-22-3U 3UIDE60 TM
2 %6 ~ TM2C32-5 518 UNTM2
2 %~ TM6SC D56-22-3U 3UIDE60 TM
KMEXNFFZFEELLEDET, % Blue characteres are special order items. m

s



ALY X VILFRA ~ Multi-Point TVGIUIRA 2 k  Single Point

Thread Size BIHRT « Tool Body BISA Y — N insert BT A Tool Body BISA Y — N insert
1 ¥~ TMC25-5 124/004 517 UNTM2
11%6 ~ TMC25-5. TMLC25-5 517 UNTM2
7 2 Yo~ m;\:‘a&g-;}sTMLcsz-s 517 UNTM2
21 ~ TM2C32-5 517 UNTM2 A
© TM25C 18C23-86-2U 2UIDC60TM ﬁ %
TM3SC 20€26-105-2U 2UIDC60 TM s
1 %~ TM4SC 25C31-115-2U 2UIDC60 TM o
1 %~ TMC25-5 124/004 516 UNTM2 TM3SC 28C36-144-3U 3UIDH60TM W H
11%6 ~ TM4SC D42-16-3U 3UIDH60 TM A3
2 ~ TMC25-5. TMLC25-5 516 UNTM2 4 =2
3 2 %~ TM5SC D48-22-3U 3UIDH60TM 0
2 % ~ TMC32-6B 6BI6 UNTM2
2 U~ Imgﬁ_‘;wﬁz's 516 UNTM2
2 The ~ TM2C32-5 516 UNTM2
2 %~ TMC40-6B 6BI6 UNTM2
2 o~ TM6SC D56-22-3U 3UIDH60TM
2 %6 ~ TMLC42-6B 6BI6 UNTM2
1 %~ TM3SC 28C36-144-3U 3UIDH60 TM
1 %~ TMC32-6B 6BI 5 UNTM2
11% ~ TM4SC D42-16-3U 3UIDH60 TM
5 2 % ~ TM5SC D48-22-3U 3UIDH60 TM
2 %o ~ TMC40-6B 6BI 5 UNTM2
2 Vo~ TM6SC D56-22-3U 3UIDH60 TM
2 %~ TMLC42-6B 6BI5 UNTM2
, - TMC32-6B 6BI4.5 UNTM2 TM3SC 28C36-144-3U 3UIDH60TM
TM4SC D42-16-3U 3UIDH60TM
s 2 %~ TMLC42-6B 6BI4.5 UNTM2 TM5SC D48-22-3U 3UIDH60TM
2 %~ TMC40-6B 6BI4.5 UNTM2
1156 ~ TMLC42-6B 6BI 4.5 UNTM2
2 o~ TM6SC D56-22-3U 3UIDH60 TM
2 Yhe ~ TMLC42-6B 6BI4 UNTM2
TMC32-6B. TMC40-6B 6BI4 UNTM2 TM3SC 28C36-144-3U 3UIDH60 TM
4 5 e TM4SC D48-16-3U 3UIDH60 TM
TM5SC D48-22-3U 3UIDH60 TM
TM6SC D56-22-3U 3UIDH60 TM
MENFIRIZEEELLDFT, % Blue characteres are special order items.



NF4 AML— h’JV“JﬁfB(DI@UEE%—%%E Description (Straight Shank Body, Multi-Point)
TMNC20-3LH
I g —

MR LD
Shape Type

FLWR—VOFRY VvV IE ] FRATEZIVY—FICX nIs|ms17

Qil hole Shank Size Insert Size Type

faLtgb B/ [ 1RNEES 1T ‘ FAWR—IVE| oy (=N AEE | (/=M X | 1V —PEME i L
ISLZA Non | Standard, 1 In‘sert Internal Coolant H4 213, Insert Size No. | Insert Size | Inscribed Circle Non ﬁﬁ%ﬁﬁm;-{
ol | L[ 1BN0Y554T7 | (@TCTd) ®12~42 2 | 635 mm | | qoapeme|RiONtHand

Long fokr 1 Insert All sizes are with T 3 30 10 mm

Thread Milling 2 2&3'%5&%7‘{7 Silbel Shank Sizes: 4 15" 127 mm .
with 2 Inserts 120 42 2 . EMERRT
ETe 5" 15.875mm LH
N 1THAERT—/\RUHA 5 8 Left Hand
for Taper Pipe Threads 6B 34"B 19.05 mm

’\47D jazw th‘yg 7}[’;#:4) h HY-PRO P Multi-Point

HY-PRO P

PNTCYILFRILV b
[ | TMCI‘RE"f ( 1*&% ’Eiﬁg‘fj) TMC Body (1 insert- standard type)

- z
a
( LF
\
3 IN
P2 | (E2a) P40~P.47
201 QE.I Oﬁ J:D‘“E;’Xﬂ-‘\‘i-“‘f QED‘EE(CUD ij The color of the tool body will change sequentially from October 2019 $1ﬁ ‘mm Unit:mm
Y—JUNo. {H-MHMAEE =3 B TR DAL B 2 1£E TRAEAAS
EDP No. Insert Size No. LF LU DCON DN DC Stock (Yen)
7710112 TMC12-2 70 12 12 30,500
7710132 TMC20-2 2 8.9 11.5 33,800
85 20 20
7710232 TMC20-2LH 33,800
7710023 TMC16-3 124/001 91 20.5 16 12.2 15.5 42,500
7710123 TMC16-3 3 90 22 16 13.6 17 33,600
7710133 TMC20-3 95 43 20 16.6 20 c 36,900
7710044 TMC25-4 124/002 4 88 30 25 13.4 18 52,900
7710045 TMC25-5 124/004 98 40 19 25 52,900
7710145 TMC25-5 25 42,500
5 110 52 24 30
7710245 TMC25-5LH 42,500
7710155 TMC32-5 120 58 32 31 37 48,400
7710156 TMC32-6B 6B 115 53 32 27 35 47,900
— TMC40-6B 135 63 40 38 46 * -
C=12#7TER *=%F4E C=Standardstockitem 3% =Special order items
- PAOVDHBIEP.5E~B6ZCE T, - See p.5 ~6 for explanation of icons.
c LHRF 1 DFERICDOVTIFP.38ESERTEL, - For cautions of using LH Body : please refer to p.38
AP —hEDHEFEDEIE. [TEREXR(P.27 ~)] - To use in combination with a insert, please refer to the
BLUNCTOTSLERY Tk [ThreadPro(RLw R70O) 1 TD “Tool Selection Guide by Screw Size” on p.27 ~ or utilize our
BETERRERZCSRTIV, NC code generator software“ThreadPro” to automatically select
- ThreadPro@/\ A& A FF[RILFIED] ZZIRTE L the best option available.

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

s



l\{jn 75*‘y hjj‘yg VJIIFH-{'{y h HY-PRO P Multi-Point

HY-PRO P

PNTCRILFRLV b
. TMLCI'R?"fCI&E ® D79947°) TMLC Body (1 insert- long type)

Ly |
1 3
—-—pzIIozsfEsissigsczoorzoocoooisi % 5'& &
8 5
: AL
LF it g
7L
ps2 | (25D P.40~P.47
20 1 QE.I OH *D"'E;ﬂ;ﬁg’“’f @@,b‘gﬁl:f; D ig- The color of the tool body will change sequentially from October 2019 %{ﬁ ‘mm Unit:mm
W—JUNo. (/- MHMZ5ES 2R B MR IR =3 Nz EE R4
EDP No. Insert Size No. LF LU DCON DN DC Stock (Yen)
7710343 TMLC25-3 3 125 25 25 18.6 22 52,200
7710345 TMLC25-5 s 150 92 25 24 30 c 52,200
7710355 TMLC32-5 160 98 32 31 37 60,400
7710366 TMLC42-6B 6B 200 80 42 45 53 94,200
C=1Z#EEmR C=Standard stock item
- PAIVDEHRBAIFP.E~BZTE T, - See p.5 ~6 for explanation of icons.
AU —hEDHEFEDEIF. [TEEERP.27~)] - To use in combination with a insert, please refer to the
BLUNCTOISLERY Tk [ThreadPro(ALw RZO) | TD “Tool Selection Guide by Screw Size” on p.27 ~ or utilize our
B TERRBERZCSRTEL, NC code generator software “ThreadPro” to automatically select

- ThreadProD/\ZA & A TIF[RILFIED] ZBIRTEL, the best option available.
- Please select "stairs" for the path type in ThreadPro.

BERT « ERLEDEE R Precautions for using normal holder

BERERTsF. BBFRTTT, - The normal body is right-handed.
AR -ERUODEADINITTEEXI, - The normal body can be used to mill both right and left-handed threads.

pocid o)



,\4 70D js*‘y I\jJ‘yg 7}";#\04? IN HY-PRO P Multi-Point

HY-PRO P

PNTCVYILFRIV b
- TMECI‘“?‘((E&E 'Eﬂbgg’f 70) TM2C Body (2 inserts, high efficiency type)

=T
o
(@]
[=]
A8 IN
P52 | (E2&) P.40~P47
201 QE-I OH d: D"E;’Xﬂ-‘\‘?‘( @éb‘gﬁlcrg D i? The color of the tool body will change sequentially from October 2019 %‘ﬁ ‘mm Unit:mm
Y—JUNo. I9-M 255 =R BNR IPIORE BE SE 7B TRAEAAS
EDP No. Insert Size No. LF LU DCON DN DC Stock (Yen)
7710532 TM2C20-2 2 85 20 20 14.4 17 49,300
7710543 TM2C25-3 3 100 43 25 225 26 C 62,100
7710555 TM2C32-5 5 120 45 32 36 42 71,400

C=12#¥7EEmR C=Standard stock item

. TMNCT\U_"f( 1*&3 ° Efﬂv_'—l \"19 Um) TMNC Body (1 insert- for taper pipe threads)

- =1 VAN ]
LU L LS
LF
AN
P2 | (E25) P.40~P.47
201 QE-I Oﬁd: DJ“E;’XH-‘\‘?‘( @éb‘gﬁlcrgb i? The color of the tool body will change sequentially from October 2019 é{ﬁ ‘mm Unit:mm
Y—JUNo. FU {IY-MN 255 2R BHIR IeIOE | YvIUOR =23 PANES 12 =2
EDP No. ype Insert Size No. LF LU DCON LS DN DC Stock (Yen)
7710723 TMNC16-3 90 22 16 48 12.5 15.5 33,600
7710823 TMNC16-3LH 3 90 22 16 48 12.5 15.5 c 33,600
7710733 TMNC20-3 85 23 20 50.9 15 19 36,900
7710833 TMNC20-3LH 85 23 20 50.9 15 19 36,900
— TMNC32-5 —
5 120 58 32 60.3 31 37 *
— TMNC32-5LH —
C=1Z#7FER *=5F4E C(=Standard stockitem 3 =Special order items
- PAOVDHBIFP.5~6ZCE T, - See p.5 ~6 for explanation of icons.
c LHARTF A DEFEBRICDVTIEP.38Z BB L, - For cautions of using LH Body : please refer to p.38
AV —REDHEFEDEIF. [TEEER(P.27 ~)] - To use in combination with a insert, please refer to the
BLUONCTOTSLERY Tk [ThreadPro(RLw R70O) ] TD “Tool Selection Guide by Screw Size” on p.27 ~ or utilize our
BETERFRBREZCSR TSV, NC code generator software“ThreadPro” to automatically select
+ ThreadProDJ/\A & A TF[RILFED | ZBIRTE L the best option available.

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



.EBI:IEI',I Parts

95TRU LoF
1 UY— A Z5EE BISRT 1 Screw Wrench
Insert Size No. Applicable Body Y—JUNo. HO RCYAX 25" Y—JUNo. FO
EDP No. Designation Thread Size OAL EDP No. Designation
gRT 7710902 SN2TM M2.6 X 0.45 59 7808205 T8-D(Torx8)
TMLC25-3
7710943 SN3T No.5-40UNC 9.5
3 TM2C25-3 7808207 | T10-D(Torx10)
LS 7710903 SN3TM No.5-40UNC 8
4 gRT 7710904 SN4TM No.8-32UNC 10.7 7808209 | T20-D(Torx20)
TMC25-5 124/004 7710955 SA5TM M5 X0.8 12.8
5 — 7808210 [T25-D(Torx25)
LS 7710905 SN5TM M5 X0.8 15
6B IRT 7710907 SM7T M7 X1 15 7808212 T30-T(Torx30)
%2 RGEMEHFZSHET, Overall Length includes screw head.

EBRA Y- MMI.ROXFHH D (X EWV) BHELOXFHNGDED2EIEAFT .

Ftho

- Two faces of pipe inserts can be used, one marked with (or without) the letter R, and another
with the letter L.

- To use a pipe insert with a face marked with (or without) the letter R, use a body that does not
have the code LH at the end of its designation.

- To use a pipe insert with a face marked with letter L, use a body that has the code LH at the end
of its designation.
% Because an insert is sloped, both faces of an insert cannot be used on the same body.

—ERA Y —bMRARTBERDES R Precautions for selecting bodies for pipe inserts: =

— LHRT ¢ ERAEDERER Precautions for using LH body

RUZEMI TSRS, EHTEE THBENTEL.
‘BRL - ERUOmANIMITERT,

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

—BEERT{ERLEDFEEE Precautions for using normal body

‘BRL - ERUOmAHNIMITEXT,

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

HADEEICTERTELN

Careful with the direction of cutting edges.

)

Ao

LHARF «

LH Body

)

Ao

BERT <
Normal Body

[IW Pe31y] 3|qexapu

3
5%
3
"
2o
Z
1
7




INT A

w74 jd)ﬂ? EE%—%i Description (Bore Type Body, Multi-Point)

.75-5

TMSH-DH
|

O0-FMA31
|

|

D + DCX

RBLHb

ERATES VY- 1X

Insert Size

= FMARY . A=A TGS | =M X | 5=
? SA42A 5 DCXY 1L XIZ. TIALA=)N 7=\ InserthSize NtE:iE InserthSize Inscribtpgrafe:%
:117247 ®50~125 7—I\H Hb{FFRE 4 10 mm
DEF <7, DCON 3 i
Thread Milling DCX sizes: FMA type 5 %" 15.875mm
Bore Type ®50t0 125 face mill arbor
6B %'B  |19.05 mm
’\4 70D jazw hjj ‘yg 7,[’;#:4) h HY-PRO P Multi-Point
HY-PRO P
PNTCRILFKRLV b
Kww I
| | KWW
DCON
DCSFMS
OIN DCSFMS
ps2 | (E25) P.40~P.47

.7":7947 (Bore Type) 2019E]OHJ:DIIE;ﬂﬁ?{@@:b?EEICKDi? The color of the tool body will change sequentially from October 2019 %{ﬁmm Unit:mm

¥—JUNo. 236 IH-MIIEE | SHZ TR &R TE | FAR (7-I0FVTRIN| RS | AR
EDP No. Description ngenszehe| Dox | B0 KWW peon| de (DOSFMS| ° h |CBDP| t | o0 Type | Clamping Bolt | Stock | (Yen)
7710891 | TMSH-D50-FMA25.4-3 3 50| 46,5 9.5(254 | 20 |46.5| 48 [12.5]26 6.3 6 1 M12 172,000
7710892 | TMSH-D63-FMA25.4-5 63| 57 4 172,000
5 9.5(254 | 20 |54.8| 48 |12.5|26 6.3 1 M12
7710893 | TMSH-D80-FMA25.4-5 80| 74 6 c 190,000
7710894 | TMSH-D80-FMA25.4-6B 6B 80| 72 | 9.5(254 | 20 |54.8| 48 [12.5|26 63| 5 1 M12 190,000
7710895 | TMSH-D100-FMA31.75-5 s 100| 94 |12.7|31.75| 48 |73.8| 48 | — [323| 8 7 2 |MBA-M16 203,000
7710896 | TMSH-D125-FMA38.1-5 125119 159381 | 60 |98.8| 61 | — [38 |10 9 2 |MBA-M20 220,000
C=1R#7E/EmM C=Standard stock item
- PAOVDFHRBIEP.5~6ZCETEL, - See p.5 ~6 for explanation of icons.
c FMABID A/ RZ)L7—/INEBDEBTHEVNTELY, - Please use with FMA type face mill arbor
s AVY—hEDHEFEDEIE. [TEEERP.27 ~)] - To use in combination with a insert, please refer to the
BLUNCTOISLERY Tk [ThreadPro(RLw R70O) 1 TD “Tool Selection Guide by Screw Size” on p.27 ~ or utilize our
BB TERRERZCSRTIL, NC code generator software “ThreadPro” to automatically select
- ThreadProD/\ A& A FIE[RILFED] ZRBIRTFEW, the best option available.
- Please select “stairs” for the path type in ThreadPro.
IEBEII: Parts
N % 95V TRL LyF
A — oA XS Screw Wrench
Insert Size No. —JUNo. U R[LY,AX eR* Y—JLNo. 12943
EDP No. Designation Thread Size OAL EDP No. Designation
3 7710903 SN3TM No.5-40UNC 8 7808207 T10-D(Torx10)
5 7710905 SN5TM M5 X0.8 15 7808210 T25-D(Torx25)
6B 7710907 SM7T M7 X1 15 7808212 T30-T(Torx30)

%2 RIZMBAZHE T, Overall Length includes screw head.

s




14 2Y9—p PC-CTI U)W EE%_%§ Description (Insert, Multi-Point)

MIARLOEE 19— M

Applications Thread Type Insert
CAGATEE DT 5-EREG) || [pRum 150 | Z=hbRC faLilb e
Insert Size No. | InsertSize | Inscribed Circle nternal threa == = ItAl 5 for 1 piece insert type
2 | W | 635mm | [g|BRUA T | SRR G, | bl | O Greasi) fs)
3 3" 10 mm External thread NPTF 3 & —/\a = (applying to corse pitch thread) 5
P 8" y)nb. Nationaltaperﬂipethreadfordrysealing - N 5E %
4 Ya 127 _mm BRURE w | ERERRL Thread Milling ARV 285 75 X
5 5" 15.875mm EI for both Parallel pipe tt"eads 2 for both 1 and 2 pieces X %
6B | %'B | 1905 mm applications UN | 3d B reads insert type Bo
i; 3
i
a
1=
1\47D 75*‘y hjj‘yg 7}b§ﬂ-\4y h HY-PRO P Multi-Point 7
HY-PRO P
PC-CTIRILFRALV b
.)(— NbUJn UFEJ“J‘U‘— I‘ Inserts for Metric screw thread (internal)
Type 1 Type 2
L L 19— g REE BE
€ e Tool Material Surface Treatment Features
7 \WAAAAAAAA —7 \WVAAVA 7 ; —548 - SR
@ @ VBX TiCN For general steel and cast iron
it L . 27 VU AE— R
VTX TiAIN For stainless steeT
— #BE/>J— bk
— VK2 &\ Carbide non-coated
—

=3 (ARBIDE

el Body
T 27 P.35~P39

Bil :mm  Unit:mm

2233 {9-M1I88 | EvF e | PEMOLE \RR5(T HAHE Mareril IS
Description Insert Size No. P No. of threads | Type VBX VTX VK2 (Yen)
21 0.5 ISOTM2 0.5 10 20 1 7711082 * * 8,610
21 0.75 I1SO TM2 0.75 10.5 14 1 7711092 * * 8,610
2I 1.0 ISOTM2 1 10 10 1 7711102 * * 7,330
21 1.25 ISO TM2 2 1.25 8.75 7 1 7711112 * * 7,330
21 1.5 ISOTM2 1.5 10.5 7 1 7711122 * * 7,330
21 2.0 ISOTM 028/004 2 10 5 1 7711542 % * 7,330
31 0.5 ISOTM2 0.5 15 30 1 7711083 * * 10,100
31 0.75 ISOTM2 0.75 15 20 1 7711093 % * 10,100
31 1.0 ISOTM2 1 15 15 1 7711103 * * 8,610
31 1.25 ISOTM2 1.25 15 12 1 7711113 % * 8,610
3I 1.5 ISOTM2 3 1.5 15 10 1 7711123 * * 8,610
31 1.75 ISOTM2 1.75 14 8 1 7711133 % * 8,610
31 2.0 ISOTM2 2 14 7 1 7711143 * * 8,610
31 2.5 ISOTM 028/005 25 12.5 5 2 7711553 * * 8,610
- EREOTEEIFPAIETBRTEL, VBXDHEERX 7 FLTCCHREMREER) EEDRT, *=FFEE
- See p. 41 for precaution for use. Stock of VBK are categorized as C (Standard stock item). 3 =Special order items

[ NEXT )2



,\4 joD js*‘y I\jJ‘yg 7,";#\04) IN HY-PRO P Multi-Point

HY-PRO P

PC-CTIRILFIRAL b

IX— Nllkbh UFE‘I'“J'U'— |“ Inserts for Metric screw thread (internal)

Type 1 Type 2
Le Le A 29— i RELIE BR
\ ________ L — \ I Tool Material Surface Treatment Features :

O O VBX TICN | i

VX TAIN e

Body VK2 MU | S romconted

1521 P.35~P.39

B{ii:mm  Unit:mm

{H-M1RE | EvF e | PEMOW Fik5(T HAHE marerial S
Description Insert Size No. P No.of threads | Type VBX VTX VK2 (Yen)
41 2.5 ISOTM 028/006 2.5 17.5 7 2 7711554 * * 12,500
41 3.0 ISOTM 028/007 4 3 18 6 2 7711564 * * 12,500
51 1.0 ISOTM2 1 26 26 1 7711105 * * 16,500
51 1.25 ISOTM2 1.25 25 20 1 7711115 * * 16,500
51 1.5 ISOTM2 1.5 255 17 1 7711125 * * 16,500
51 1.75 1SOTM2 1.75 24.5 14 1 7711135 * * 16,500
51 2.0 ISOTM2 2 24 12 1 7711145 * * 16,500
51 2.5 ISOTM2 25 25 10 1 7711155 * * 16,500
51 3.0 ISOTM2 3 24 8 1 7711165 * * 16,500
5I 3.0 ISOTM 028/009 > 3 24 8 1 7711565 * * 16,500
51 3.5 ISOTM2 35 24.5 7 1 7711175 * * 16,500
5I 3.5 ISOTM 028/008 3.5 24.5 7 1 7711575 * * 16,500
51 4.0 ISOTM2 4 24 6 1 7711185 * * 16,500
51 4.0 ISOTM 028/010 4 24 6 1 7711585 * * 16,500
51 45 ISOTM2 4.5 22.5 5 1 7711195 * * 16,500
51 45 ISOTM 028/011 4.5 22.5 5 1 7711595 * * 16,500
6BI 1.5 ISOTM2 1.5 36 24 1 7715456 * * 19,500
6BI 2.0 ISOTM2 2 36 18 1 7715466 * * 19,500
6BI 3.0 ISOTM2 3 36 12 1 7715476 * * 19,500
6BI 4.0 ISOTM2 6B 4 32 8 1 7715486 * * 19,500
6BI 4.5 ISOTM2 4.5 315 7 1 7715496 * * 19,500
6BI 5.0 ISOTM2 5 30 6 1 7715506 * * 19,500
6BI 5.5 ISOTM2 55 33 6 1 7715516 * * 19,500
6BI 6.0 ISOTM2 6 30 5 1 7715526 * * 19,500
IZHEAMAS © 1f8dpTeD  Listed price: per insert VBXDIEEXDFECCUHRERER) ELEDFET, *=FEE

- PAIVDHRBIFP.5~6ZCE T,
- FF/AEEN A VY — M XEES2. 3=5@
AP — 1 X5EES54.5.6B=11E

BLOUNCTOISLERY 7k [ThreadPro(RLw R70O) 1 TD
BETERRBEREZCSRTIUV,
- ThreadProD/\ A& A FE[TILFED | ZZIRTE0,

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

- See p.5 ~6 for explanation of icons.
- Order/packing unit : Insert Size No.2, 3=5 pieces

Insert Size No.4. 5. 6B =1 piece

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

s




HY-PRO P

PCCTIRILFRALV b
.)‘_ Hllil‘:‘h UFE*(“J"J‘— I~ Inserts for Metric screw thread (external)

Le A Y — hitiE FRELIE BR %
D I Tool Material Surface Treatment Features 5
— . el 5T
@ VBX TiCN For general steel and cast iron % ;:!’
— — : AFYUAE—HE e
VTX TiAIN For stainless steel it '-‘;;'
aE/ -~ | A
— BOdy VK2 ®mU Carbide non-coated 4 =
CARBIDE TN P35~P39 5

B :mm  Unit:mm

2243 1SH-MHZRS | EvF e RO i it B
Description Insert Size No. TP No. of threads VBX VTX VK2 (Yen)
2E 0.75 ISOTM2 0.75 10.5 14 7712092 * * 8,610
2E 1.0 ISOTM2 1 10 10 7712102 * * 7,330
2E 1.25 ISOTM2 2 1.25 10 8 7712112 * * 7,330
2E 1.5 ISOTM2 1.5 9 6 7712122 * * 7,330
3E 0.75 ISOTM2 0.75 15 20 7712093 * * 10,100
3E 1.0 ISOTM2 1 14 14 7712103 * * 8,610
3E 1.25 ISOTM2 1.25 15 12 7712113 * % 8,610
3E 1.5 ISOTM2 > 1.5 15 10 7712123 * * 8,610
3E 175 ISOTM2 1.75 14 8 7712133 * * 8,610
3E 2.0 ISOTM2 2 14 7 7712143 * * 8,610
5E 1.0 ISOTM2 1 26 26 7712105 * * 16,500
5E 1.25 ISOTM2 1.25 25 20 7712115 * * 16,500
5 1.5 ISOTM2 15 255 17 7712125 * * 16,500
5E 175 ISOTM2 1.75 24.5 14 7712135 * * 16,500
5E 2.0 ISOTM2 2 24 12 7712145 * * 16,500
5 2.5 ISOTM2 > 25 25 10 7712155 * * 16,500
5 3.0 ISOTM2 3 24 8 7712165 * * 16,500
5 3.5 ISOTM2 35 245 7 7712175 * * 16,500
5E 4.0 ISOTM2 4 24 6 7712185 * * 16,500
5E 45 ISOTM2 4.5 225 5 7712195 * * 16,500
6BE 1.5 ISOTM2 1.5 36 24 7716456 * * 19,500
6BE 2.0 ISOTM2 2 36 18 7716466 * * 19,500
6BE 3.0 ISOTM2 3 36 12 7716476 * * 19,500
6BE 4.0 ISOTM2 4 32 8 7716486 * * 19,500
6BE 4.5 ISOTM2 o 4.5 315 7 7716496 * * 19,500
6BE 5.0 ISOTM2 5 30 6 7716506 * * 19,500
6BE 5.5 ISOTM2 55 33 6 7716516 * * 19,500
6BE 6.0 ISOTM2 6 30 5 7716526 * * 19,500
- ERHLEOTERIFPAIZSSR TS, VBXDHEERXDFETCCURERERER) EEDET, *=RTLEE
- See p. 41 for precaution for use. Stock of VBK are categorized as C (Standard stock item). 3 =Special order items

pocid ®



,\4 70D js*‘y I\jJ‘yg 7}";#\04? IN HY-PRO P Multi-Point

HY-PRO P

PC-CTIRILFRAL Y b
IEFH-‘FﬁhUFE*f"J‘U‘—I‘(IDhUQBhU%Fﬂ) Inserts for straight pipe threads (internal & external)

Le
. I A Y — hitE RELIE R
\ 7 \ Tool Material Surface Treatment Features
0 - ]
© VBX TiCN For general steel and cast iron
- ATV AE—HE
VTX TiAIN For stainless steel
_— #BE/>d—b
CARBIDE . B#?;d‘y P35~P.39 VK2 "/ Carbide non-coated
.:Fﬁnu RD (PS) ® G (PF) B :mm Unit:mm
{-NJA78E| LR Lo |VEHOLE|  ERRF BEL A48 Marerial 1T
Description Insert Size No. TPI No. of threads Tool body Screw thread size VBX VTX VK2 (Yen)
2EI 19 W TM2 19 9.36 7 38" 7713542 * * 6,100
2 TMC12-2, TMC20-2
2EI 14 W TM2 14 9.07 5 A", /8" 7713572 * * 6,100
3EI 14WTM2 3 14 14.51 8 TMC16-3, TMC20-3 3a", 78" 7713573 * * 7,170
3EI 11 WTM2 11 13.85 6 | TMC16-3, TMC20-3 1, 1-Vs" 7713593 * * 7,170
TMC25-5 | 1-%" | 1-%",1-%"
5EI 11 WTM2 5 11 23.09 10 e 7713595 * * 13,700
TMC32-5 - 2"

VBXDEBERDEECCUREEBER) EIEDFT, *=RIFLEE

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

l%fﬂv_'—l \°13 UFE(‘J*J‘— I‘(U)nb ® 819U§m) Inserts for Taper pipe threads (internal & external)

el Bod
CARBIDE 1.\ l_ﬁ(y P35~P39
HR (PT) * Rc (pT) il :mm Unit:mm
9-M4TES| gy || | IRMOLE ERRT 1 B B Mareria 1
Description Insert Size No. TPI No. of threads Tool body Screw thread size VBX VTX VK2 (Yen)
2ET 19 BSPTTM2 2 19 9.36 7 | TMC20-2, TMC20-2LH 38" 7713042 * * 6,100
TMNC16-3, TMNC16-3LH V2", 3/a"
3EI 14 BSPTTM2 14 | 14.51 8 7713073 * * 7,170
3 TMNC20-3, TMNC20-3LH 3/a"
TMNC16-3, TMNC16-3LH
! n _‘] n _‘I n
3EI 11 BSPTTM2 11 |13.85 6 TMNC20-3, TMNC20-3LH 1514 1-%" | 7713093 * * 7,170
TMC25-5 124/004 14" ~ 4"
TMC25-5, TMC25-5LH, TMLC25-5 1-Va" ~
5EI 11 BSPTTM2 5 11 123.09| 10 | TMC32-5, TMLC32-5 o0 7713095 * % 13,700
TMNC32-5, TMNC32-5LH
TM2C32-5 2-A" ~
VBXDEEX D FECCHRERER) LEDFRT, *=FF4E
Stock of VBK are categorized as C (Standard stock item). # =Special order items
c BXFFREEELLDFT, - Blue characteres are special order items.
- EALOTERIEPA4AZSRTEL, - See p.44 for precaution for use.
- QUIITREHDHBEIDEWVEEIE, LEEEG UM CHERTIREE - When tapping length is shorter than Le, other options for holder +
BENHHET, insert combination may be possible.

s




.NPT BfiI:mm  Unit:mm

226) 1-MAES| g || | REEOLE ERRT 1 E5RU e ] 1S
Description Insert Size No. TPI No. of threads Tool body Screw thread size VBX VTX VK2 (Yen)
TMNC16-3, TMNC16-3LH ”"
3EI 14NPT TM2 3 14 14.51 8 7713163 * % 8,610
TMC16-3 124/001 EA
TMNC16-3, TMNC16-3LH
3EI 11.5 NPT TM2 3 11.5 | 13.25 6 TMNC20-3,TMNC20-3LH 1"~2" | 7713183 * * 8,610 5
TMC25-5 124/004 " x2
1-Va g}
TMC25-5, TMC25-5LH,TMLC25-5 X
TMC25-5 124/004 i% >
TMC25-5, TMC25-5LHTMLC2S-5 | 19 8
TMC32-5, TMLC32-5 S
5EI 11.5 NPT TM2 5 11.5 | 243 11 TMNC32-5, TMNC32-5LH 7713285 * % 16,500 ;:E
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 amEm
5EI 8 NPT TM2 5 8 22.23 7 TMNC32-5, TMNC32-5LH 2-%"3" | 7713305 * * 16,500
VBXDHEER D FETCHEEREER) EHEDFET, % =FF4FE  Stock of VBK are categorized as C (Standard stock item). * =Special order items
C BNFFREFEELLEDFT, - Blue characteres are special order items.
ENPTF
2263 f4-h(TEE| g | | FREoL BRRT 1 BHaL AR vaterial 1B
Description Insert SizeNo. |~ TPI No. of threads Tool body Screw thread size VBX VTX VK2 (Yen)
TMNC16-3, TMNC16-3LH ”"
3EI 14 NPTF TM2 14 14.51 8 7713173 * % 8,610
3 TMNC16-3, TMNC16-3LH | %
3EI 11.5 NPTF TM2 115 | 1325| 6 | TMNC20-3, TMNC20-3LH | qnp" 17713193 | = * 8,610
TMC25-5, TMC25-5LH, TMLC25-5 194"~ "
5EI 11.5 NPTF TM2 11.5 [243 | 11 | TMC25-5124/004 7713295 | ¢ 16,500
> TMC32-5, TMLC32-5 2"
5EI 8 NPTFTM2 8 22.23 7 TMNC32-5, TMNC32-5LH | 2-%2"3" | 7713315 * * 16,500
IZ#E(M4E - 1f8d7=D Listed price: per insert VBXDEEX D FETCCHRERER) EEDFRT, *=FF4E
Stock of VBK are categorized as C (Standard stock item). * =Special order items
s PAIVDEHRAIFP.E~BZTE T, - See p.5 ~6 for explanation of icons.
F BXFEZEEELLDET, - Blue characteres are special order items.
c LHARF A EABOERSICDVTIFP.38EBIR TS, - For the LH Body : see p.38
- R/ EEA AV Y— M XES2. 3=5(E - Order/packing unit : Insert Size No.2, 3=5 pieces
AP - ZES5=1E Insert Size No.5=1 piece
- ThreadPro@/\ A&+ FII[RILFED ] ZBIRTEL, - Please select “stairs” for the path type in ThreadPro.
Broy— I‘*ZE_% Type of Inserts
HE Material ‘ 4?’! R Features
—% 8 - SHEREE—HESE ror general steel and cast iron
bbb bbb - ) eneralste
- BHRITFBE+ TICNO—FT « VT
VBX Ultra-fine grain carbide and TiCN coating
- Mt RAE S & MEFEEICEBNME
Material with excellent chipping and wear resistance

AFY UZ%—?E“;:; For stainless steel

- BRI TEE+ TIAINO—F > J
VTX Ultra-fine grain carbide and TiAIN coating
- MRIE M S THEFE S CBN A E

Material with excellent chipping and wear resistance

) #BFE_/ >~ J— b carbide non-coated
: “6 VK2 FIVE = LSIEHSE. M. 75 ARONTICRE

For non-ferrous metals such as aluminum, heat-resistance alloy and
titanium alloy




,\4 joD js*‘y I\jJ‘yg 7,";#\04) IN HY-PRO P Multi-Point

HY-PRO P

PC-CTIRILFIRAL b

B1=774HRUAA P —D Inserts for Unified screw thread (internal)

Le: A Y — Mg REWUE R
Tool Material Surface Treatment Features

(©) VBX TICN et miamion

VTX TAIN | e seet

= VK2 WU | e o

a CARBIDE TicN A
wd) P.35~P.39

Bfii:mm Unit:mm

224) {/9-M{TRE | L Le NRAOL o e i
Description Insert Size No. TPl No. of threads VBX VTX VK2 (Yen)
2] 48 UNTM2 48 10.05 19 7711202 * % 8,610
2] 40 UNTM2 40 10.16 16 7711212 * % 8,610
21 32 UNTM2 32 10.32 13 7711222 * % 8,610
2] 28 UNTM2 28 9.98 11 7711232 * % 7,330
21 27 UNTM2 27 10.35 1 7711242 * % 7,330
21 24 UNTM2 24 9.53 9 7711252 * % 7,330
2I 20 UNTM2 20 10.16 8 7711262 * % 7,330
2] 18 UNTM2 18 9.88 7 7711272 * % 7,330
2I 16 UNTM2 16 9.53 6 7711282 * % 7,330
2I 14 UNTM2 14 9.07 5 7711292 * % 7,330
31 40 UNTM2 40 14.61 23 7711193 * * 10,100
31 32 UNTM2 32 15.08 19 7711203 * * 10,100
31 28 UN TM2 28 14.51 16 7711213 * * 8,610
31 27 UNTM2 27 14.11 15 7711223 * % 8,610
31 24 UN TM2 24 14.82 14 7711233 * * 8,610
31 20 UN TM2 20 13.97 11 7711243 * * 8,610
31 18 UN TM2 18 14.11 10 7711253 *® * 8,610
31 16 UN TM2 16 14.29 9 7711263 * * 8,610
31 14 UN TM2 14 14.51 8 7711273 * * 8,610
31 13 UNTM2 13 13.68 7 7711283 * % 8,610
31 12 UN TM2 12 14.82 7 7711293 * * 8,610
31 11.5 UNTM2 11.5 13.25 6 7711303 * % 8,610
ZHE(MAE : 1@ds7=b Listed price: per insert VBXDHEEX D FETCCHFERER) EHEDXT, *=FEE

- PAIVDFHARP.5~BZCETEL,
- B/ BEEBM AV Y- X552, 3=5{@
- RFrLDEFEDRF. [TERERP.27~)]

BLUNCTOTISLERY Tk [ThreadPro(RLw RZ70O) I TD

BB TERREBERZCER TV,

- ThreadProDJ/\ A& A F(F[TILFiED | ZZIRTEL,

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

- See p.5 ~6 for explanation of icons.
- Order/packing unit:Insert Size No.2. 3=5 pieces
- To use in combination with bodys, 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.

s

- Please select “stairs” for the path type in ThreadPro.

[ NEXT )2




Bfil :mm  Unit:mm

2263 AY-MARS | L e TEMOLE sl e R
Description Insert Size No. Pl No. of threads VBX VTX VK2 (Yen)
51 24 UNTM2 24 254 24 7711235 * * 16,500
51 20 UNTM2 20 254 20 7711245 * * 16,500
51 18 UN TM2 18 254 18 7711255 * * 16,500
51 16 UNTM2 16 254 16 7711265 * * 16,500
51 14 UN TM2 14 254 14 7711275 * * 16,500
51 13 UN TM2 13 254 13 7711285 * * 16,500
51 12 UN TM2 12 254 12 7711295 * * 16,500
51 11.5 UNTM2 ° 11.5 243 11 7711315 * * 16,500
5 1 UN TM2 11 254 11 7711325 * * 16,500
51 10 UN TM2 10 254 10 7711335 * * 16,500
51 9 UN TM2 9 22.58 8 7711345 * * 16,500
51 8 UN TM2 8 22.23 7 7711305 * * 16,500
51 7 UNTM2 7 254 7 7711355 * * 16,500
51 6 UN TM2 6 254 6 7711365 * * 16,500
6BI 6 UNTM2 6 33.87 8 7715606 * * 19,500
6BI 5 UN TM2 5 30.48 6 7715616 * * 19,500
6BI 4.5 UNTM2 o8 45 33.87 6 7715626 * * 19,500
6BI 4 UNTM2 4 31.75 5 7715636 * * 19,500
IZHE(MAE : 1{Edp7=h Listed price: per insert VBXDHEEX 73 FE2TCCHRERER) EHEDFRT, *=FFEE

- PAIAVDHRAIIP.E~B6ZE T,

- FHF/SEEBM AV — A X555, 6B=11#

BRONCTOTSLERY T b [ThreadPro(RALw R70O) I TD

BB TERRERZCSR TS,

- ThreadProD/\ZA 51 FE[TILFEDZEIRTEL,

Stock of VBK are categorized as C (Standard stock item).

- See p.5 ~6 for explanation of icons.
- Order/packing unit:Insert Size No.5. 6B =1 piece
- To use in combination with bodys, please refer to the

* =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.
- Please select “stairs” for the path type in ThreadPro.
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,\4 70D js*‘y I\jJ‘yg VJbFW:{y h HY-PRO P Multi-Point

HY-PRO P

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

) Le

® 4 [©) vex | e e

VTX TIAIN | R

VK2 WL | i momcontsd

om0t Tor' (2 p3s-p39

i :mm  Unit:mm

2363 (Y- MTES | g Le RO HAHE Maveril 1S
Description Insert Size No. TPl No. of threads VBX VTX VK2 (Yen)

2E 28 UNTM2 28 9.98 11 7712202 * * 7,330
2E 24 UNTM2 24 9.53 9 7712212 * * 7,330
2E 20 UNTM2 20 10.16 8 7712222 * * 7,330
2E 18 UNTM2 2 18 9.88 7 7712232 * s 7,330
2E 16 UNTM2 16 9.53 6 7712242 s * 7,330
2E 14 UNTM2 14 9.07 5 7712252 * * 7,330
3E 28 UNTM2 28 14.51 16 7712203 s * 8,610
3E 27 UNTM2 27 14.11 15 7712213 * s 8,610
3E 24 UNTM2 24 14.82 14 7712223 * s 8,610
3E 20 UNTM2 20 13.97 11 7712233 * * 8,610
3E 18 UNTM2 3 18 14.11 10 7712243 s * 8,610
3E 16 UNTM2 16 14.29 7712253 * * 8,610
3E 14 UNTM2 14 14.51 7712263 * s 8,610
3E 13 UNTM2 13 13.68 7 7712273 * s 8,610
3B 12 UNTM2 12 14.82 7 7712283 * * 8,610
5E 24 UNTM2 24 254 24 7712205 * * 16,500
5E 20 UNTM2 20 254 20 7712215 * s 16,500
5E 18 UNTM2 18 254 18 7712225 * s 16,500
5E 16 UNTM2 16 254 16 7712235 * * 16,500
5E 14 UNTM2 14 254 14 7712245 * * 16,500
5E 13 UNTM2 13 254 13 7712255 * * 16,500
5E 12 UNTM2 5 12 254 12 7712265 * s 16,500
5E 11 UNTM2 11 254 11 7712275 s s 16,500
5E 10 UNTM2 10 22.86 9 7712285 * * 16,500
5B 9 UNTM2 9 22.58 8 7712295 s * 16,500
56 8 UNTM2 8 2223 7 7712305 * s 16,500
56 7 UNTM2 7 21.77 6 7712315 * s 16,500
5E 6 UNTM2 6 21.17 5 7712325 * * 16,500

- ERLEOTERIFPABZESERTEL,
- See p.46 for precaution for use.

VBXDEEXDIFECCHRERER) CHEDET, *=TEE

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

s




T4 AML— I“J'\"Jﬁﬁiﬂ)lﬁz %E%_%ﬁ Description (Straight Shank Body, Single Point)

TM4SC 25C31-115-2U
T T

BRy17

Shape Type

FLWiH—=LOEE
Qil hole

BATE31VY— A

v I OMIR

Shank Shape Insert Size

#Lilb

Eetd B8 [(ooon | [[Aovm-va PEPE | [Rr—k AN TRE| A9~ NH | {79~ NAEE
(0)=13 S IRAVk Internal Coolant = Clyopy Insert SizeNo. | Insert Size | Inscribed Circle
Thread [ offis Single Point | (£TCTY.) Straight Shank 2U %"U 6.35mm
el Bl (2cscv) Alszesarewith IR  (2TCTT) 3U WU 10 _mm
All sizes are otihote fz€ All sizes are
listed as S listed as C

[IW Pe31y] 3|qexapu

3
5
2z
]
=
%
1
P

l\(jn 75*‘y hjj‘yg :Jya“”lﬂ-\o’(y h HY-PRO P Single Point

HY-PRO P

PNTC 22 JILikL Y b

5
DC
i
|
I
|
I
DCON

Lo LU(Max) L3(Min)
LF

= BN
P52 g2y P.50

I’J“Jbllﬁﬁ"f’J h I-Rj_"f (1 I“IJ_ I~°J1’“Ja) Single point body (Straight Shank)

B :mm Unit:mm

¥Y—JUNo. ‘ 1U9-NMMZES| 2R RANIR | WOME |SIMERRS | Vv oF Sz N | FEE | REME
EDP No. Insert Size No. LF LU Lo Ls DCON DC ZEFP | Stock (Yen)
7710871 | TM2SC 18C23- 86-2U 166 86 40 18 233 2 43,900
7710872 | TM3SC 20C26-105-2U 2U 186 105 54 20 26 3 c 50,900
7710873 | TM4SC 25C31-115-2U 196 115 46 25 31 4 70,000
7710874 | TM3SC 28C36-144-3U 3U 222 144 8 60 28 36.5 3 67,500
C=1Z# 7B C=Standard stock item

- PAOVDHRBIFP.E~BZTE T, - See p.5 ~6 for explanation of icons.

s IVIIIRA VN KT« (E HRUERATT, - Single point body is only for milling internal threads.

- RANIRE. —RHEEVAGZUIBEEDSEETT, - The maximum milling length is a reference value for general use.

- BRIMNEBERSIEIBEETY, FHIDYV-UVIDORIMERBRESE - The minimum holding length is a reference value. The minimum
BELTTEL, holding length of the tooling to be used takes precedence.

cAVY—hEDEFEDERE. [TEEEXRP.27 ~)] - To use in combination with a insert, please refer to the
BLUNCTOITSLERY T b [ThreadPro(ALw RZFO) I TD “Tool Selection Guide by Screw Size” on p.27 ~ or utilize our
BETERFRERZCSRTE, NC code generator software“ThreadPro” to automatically select

the best option available.

.EBIE(Z I“lJ_ I~°J'\"’Jﬂ) Parts (Straight Shank)

_ % 95 ThL LYF
A VY- A XS Screw Wrench
Insert Size No. w—)UNo. 576 RLYAX eR* Y—JUNo. 1236
EDP No. Designation Thread Size OAL EDP No. Designation
2U 7710942 SN2T M2.6X0.45 6.5 7808205 T8-D(Torx8)
3U 7710973 SA3T No.5-40UNC 12 7808207 T10-D(Torx10)

X2 RIZMER%Z S35 J, Overall Length includes screw head.

pocid ®



= 7 g — ] Es .. . .
INT A NP4 70)[@ EE"E_%* Description (Bore Type Body, Single Point)
S _I_
RS 1T | ZLTF—ILOFE D+5E IR EHTERI VY- ISR
Shape Type Qil hole D+DC DCON Insert Size
%" c| A Iik—ILE DCH1XIE. DCONYAXIE, |[1H-MHZES 1YY= MHMZ |1 VY= AEHR
S R4V~ Internal Coolant 942,48, 56 16,22 Insert Size No. | Insert Size | Inscribed Circle
Singlepoint | (£TCTY.) <9, T3, 3U %"U 10mm
Thrgad (2TsTY.) AI|I ;izf sare with DCsizes: DCON sizes:
Milling All sizes are ofihole 42, 48, 56 016,22
listed as S
N0 TSRy BPAYEY DVTIVRA B weesorsingeroint
HY-PROP o
PNTC YV JIiRA1 Vb
—— N
v"- E «
4 - J* o b O
F \. \\r\ T :
o W el s el
g e ’[ :
(@] t
m H | 1
e 1L
KWW
o
g DCON
g SPEED
— FEED
P2 | ezm) P.50 DCSFMS
I’J’Jﬁllﬁﬁ*f“Jh :1?5'4(11‘794’7) Single point body (Bore Type) & mm. Unit:mm
0 ! (H-MIRE| SR TR 2R ILDIEE | R | 7-I005VTRIDh | TR | i
P Insert Size No. DC=t — DC(;!:\I SRS T el E L= | ZEFP | Clamping é(;\t Stock|  (Yen)
— 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 M10X 1.5
7710881 | TM6SC D56-22-3U 56 48 6 C | 79,700
C=12#EER *=5F4E C=Standardstockitem 3 =Special order items
- PAAVDEHRRBIFP.5E~BZCETEL, - See p.5 ~6 for explanation of icons.
DVIIIRAV K iRT (&, HRUERATT, - Single point body is only for milling internal threads.

- FMHEI D IA ZZ)7—/INEEDBTBHENTE, - Please use with FMH type face mill arbor.

AV —REDHEFEDBIF. [TEEEXRP.27~)] - To use in combination with a insert, please refer to the
BXRUNCTOISLERY T b [ThreadPro(XLw RZ70O) I TD “Tool Selection Guide by Screw Size” on p.27 ~ or utilize our
BETERFBRZCSER TS, NC code generator software“ThreadPro” to automatically select

the best option available.
IEBII:EI(H-\Tg‘fj) Parts (Bore Type)
. % I57TRL LyF
4 Y9 — Y41 B Screw Wrench
Insert Size No. Y—JUNo. 1236 R[LYIX 2R* —JUNo. 1226
EDP No. Designation Thread Size OAL EDP No. Designation
7710943 SN3T No.5-40UNC 9.5 7808207 T10-D(Torx10)

X2 RI(EMEPAEZIH+E T, Overall Length includes screw head.

s



14 2Y9—p PC-CTI 0)[@ EE%_%i Description (Insert, Single Point)

2UIDB60 T|M
I

Pitch and T.P.I. Applicable thread types

2 faLtlb
: =T S $HRUH ISLR
AIY=-MMZGE | A VY= X | 18— AEBE BREYF | B X—NJLfat - e
Insert Size No. Insert Size Inscribed Circle Internal Pitch T.P.l 60 aA=J714hL (0)=1"3
2U V) 6.35mm dirizes DB | 1.5-2 16-12 Metric: Thread
3V %"'U 10 mm DC| 254 10- 6 Unified Screw Thread Milling
DE | 2.5-3.5 10- 7
DH| 4 -6 6- 4

[IW Pe31y] 3|qexapu

A\ B RS

l\(jn 75*“} th“Jg yyﬁjbﬂf{) h HY-PRO P Single Point

HY-PRO P

PC-CTI V0 IiRA b

FBi& Avplication

— (Y- TELE i FIIZOLES:

AA Insert Material Surface i TIIZULEREY

— Treatment General A

’A\ Application Iuminum Alloy: _

=3 CARBIDE — Body Aluminum Alloy Casting
T GE2 P48~P.49 ®) ®)

.)‘— I“"Iwn Um '1:7 T‘fwn L‘,FE*(‘J‘U‘— I~ Inserts for Metric and Unified screw thread (internal)

B :mm Unit:mm

Y—JLNo. {U4=- M A5 B L Applicable Thread L J—FR g £ TR
EDP No. Insert Size No. EvF TP W TPI RE Tool Material| ~ Stock (Yen)
7716551 2UIDB60 TM 1.5~ 2 16~ 12 0.06 3,270
2U 1 VBX
7716552 2UIDC60 TM 25~ 4 10~ 6 0.14 3,270
7716553 3UIDB60 TM 1.5~ 2 16~ 12 0.06 C 3,480
7716554 3UIDE60 TM 3V 25~ 35 10~ 7 16 0.14 VBX 3,480
7716555 3UIDH60 TM 4 ~ 6 6~ 4 0.25 3,480
IZEM4E - 1{8dpfzb Listed price: perinsert C=12%#7EE M C=Standard stock item
- PAOVDHBIEP.5~6ZCE T, - See p.5 ~6 for explanation of icons.
- O/ BREMN=5E - Order/packing unit =5 pieces
- RTFsEDHEFEDEF. [TEEEXRP.27 ~)] - To use in combination with bodys, please refer to the
BELUNCTOISLIERY 7 [ThreadPro(ALw RZ70O) 1 TD “Tool Selection Guide by Screw Size” on p.27 ~ or utilize our
BETERRERZCSRTIV, NC code generator software “ThreadPro” to automatically select
- FE3O—FhEXFT, the best option available.

- Three corners per side can be used.



PDHISRIFREER cuting conarvons

2]

WH-VM-PNC

AT-1 WH-VM-PNC s1~1.4,M1~1.8 M2t No.8 WX-ST-PNC + WXO-ST-PNC
=] - wEh= T R
e D) o e | EDE e mo T s | x0E
Cutting Speed Feed Cutting Speed DC= ©0.92 DC= 1.2 Cutting Speed Feed Cutting Speed Feed
(m/min) (mm/t) (m/min) |DC=¢0.72 DC=¢1.05 | DC=¢1.3 (m/min) (mm/t) (m/min) (mm/t)
K e 3% 4 - Eﬁ b ~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
b , R = €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
= . G 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
E 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
G =1 i . _ _ — — — _ - - _ _
Hardened Steel 45~50HRC 30~ 60 |0.01~0.03
50~60HRC - - - - - - 30~ 69 0.01~0.02 - -
2o i | SUS304 | g 150 [0.01~005 | 60~ 90 | 002 | 003 | 005 | 60~ 90 |0.02~0.08 | 40 ~ 80 |0.02~0.06
Stainless Steel SUS420
T = i _ _ _ _ _ _ _ _ _ _
Tool Steel SKD
Cast Steel # 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
& Castlron i 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
¥ 9 )V 5 % 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
il Bs 80~160 (0.03~0.1 - - = = - — - -
Brass
i ﬁ # BsC 80~160 (0.03~0.1 60~100 0.04 0.06 0.08 50~100 |0.02~0.06 - -
Brass Casting
i PB 80~160 (0.03~0.1 - - - - 50~100 |0.02~0.06 - -
Bronze
ZIL=S—
J }bT_UAEﬂH 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
7”’7_9‘&:' ﬁﬁ% 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
SaE e
79*.J9L\n$ﬁ% MC 100~300 |0.05~0.2 | 70~100 0.04 0.06 0.08 50~100 |0.02~0.06 - -
Magnesium Alloy Casting
AR~
i 'ﬁn 5 & ﬁ # ZDC 100~300 [0.05~0.2 | 70~100 0.04 0.06 0.08 50~100 |0.02~0.06 - -
Zinc Alloy Casting
~ o
¥ 9 .J a8 & Ti-6Al-4V - - 20~ 40 0.01 0.02 0.03 20~ 60 |0.01~0.03 - -
Titanium Alloy
N i 2 5 = [EeZ=EI _ _ _ _ _ _ ~ ~ — —
Nickel Alloy Inconel 20~ 60 |0.01~0.03
%E{tﬂj?l?‘“{? - 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
mm%fizii‘yﬁ - 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

ALY FEILOEDEEFEI

Formula for calculating the feed rate of thread mill

HRL. BRLZEMLII2MAMTEIDBEE. BRUTIEIOXDEREICHEREDIFTIES

3
_fzXzXnX(Dm* DC)( in) DOEDEEERDE T, FRUOFARLE. BRUPHEHRUIHITERREDET,
V= Dm mm/min EECIC. BRI ORDRECHIDREOHEREZALZAIMIEROTEXDEED
) SHEXERLET.
vi T—JIUEDEE(mm/min) z
e . f‘”'"b:‘ Flutes For the arc cutting process of machining external and internal threads, the feed rate at the tool center
Dm :QHEE{D’%(mm) fz g_EedDR;%(mm/t) can be obtained by multiplying the linear cut feed rate with a coefficient. The formulas for calculating
DC:T E?kam) n o EERE(min) coefficients vary between external and internal thread cutting. The formula listed left are for calculating
" ToolDia " Speed the tool feed rate during arc-cutting, including calculating the coefficients to be used for multiplication
B CyES - NS D - with the linear-cut feed rate.
B @ iiEs s

8



HY-PROP ¥ILFiA > b

HY-PROP YV F)Lifi4 > b

WX-PNC OT-SFT-PNGT OT-PNGT PNGT N ST Sngle oint
JuEE | 2oR RSl TS| AR Rl Rl TEE | EDR Rt
(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 [0.6 ~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 [0.6 ~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 |0.01~03 | 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 |0.05~03 | 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 (0.4 ~0.6

1. COYIRIRHRERS. KB EEEE ZERTBE5DHDTT,

2. XITRYILGEICIE. KBERIBEIFEATER A,

3. D—ODRIMECHEM. F vy I DRIECKOCEVEIRYZZEIDHEDHDET.

4 RUITREDNRVNEG. REFEYFORUZMNIY3BEE. NEHDED
BZEEL. HEICHIFTMILTTEL,

5. MIUVEFETHRUDT—NICHE>TED S —IDADHEBVNE SR, €EO0NvH
(£ EFITI) ZEMLT FEL,

6.HY-PRO PTHEDRIBWYISY TRUDRIEHREITE DR (F. FEFED
PHAREZRUDEETDHEHFUTICLTTEL,

7. AT-TTHMIUVEFTHRUNST —/NICE2TED TS —IDADHEBENZEH
HOFET, ZTOEFI/NNRABZ75%TMIL.2/NAEBTHEFMIZSIHD
TFEL,

%1
w2

AHZEDMTTOISLICTHRDTERE FEL,.
FABIC2EM EICHIFTITULTTREL,

&

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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1]" I 5-“ — 9 Cutting Data

JYLURYUa—YavAUyRI)L P.55

One Pass Thread Mill

INERUA 7S5xvhhvy P.58

for Small Diameter

AF— VA TSxrvbhvy P.59

for Steels

AF—IVAHBNE TSRS P.60

for Steels with Internal Coolant Supply

MBS ER TS5V HyS P.61

for Nonferrous Metal and Heat-Resistant Alloy

BENLE RIN1S)V TSRvbDys P.62

for General Purpose, Solid Carbide Spiral-Fluted Type

BENLH TS5xvbhhyy P.62

for General Purpose, Solid Carbide Type

for HSS

Super-Planet Cutter for Multifunction Milling

for HY-PRO P

%%ﬁu: References
AVYRIWER?  AVYRIILD EFIEEWVE P65

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

ALYRIIZEESAYYE P.66

Advantages of using thread mills

=S VMERBDIRA P.67

Proper Usage of Coolant

ALYRI)L IITHERQESA P.68

FAQ about Thread Milling

-U- 7|-\° — I\ ‘y = } l/ Supporting Tools

ThreadPro

RPRG

DCT75

DCT75 IR AR

DCT75 Specification

DCT ERTIER

DCT Specification




”DI ;‘-‘_ 9 Cutting Data

.En Unm%% Effects of left-hand helix

EAIE AT-1 . bﬂIﬂJ%‘D&bh Uﬁ%ﬁ%m& Comparison of differences in internal thread pitch diameter at initial cutting stage
Tool ¢7.7X22 P1 4F B{I:mm Unit:mm
HHIAA Oz DEME B DEZHE #E=
Work Material SCM440 (30HRC) Hole Entry . Inner Hole Are? Dia. D:!;feremce
Cutting Speed 100m/min (4,136min") BRUIGE | 10120~ +0.140 | +0.040 ~+0.060 | 0.060 ~ 0.100
ight Hand Helix
=D iRE 380mm/min (0.1mm/t) ERUIH
; +0.120 ~ +0.140 | +0.120 ~ +0.140 0~ 0.020
HhUHAX Left Hand Helix
Internal Thread Size M10X1mm , N — .
BAMBAERE: ATy ITT—I
;)Ifi}IrI.QHole Size ®9X18mm 'IS}E;E;)?g)h Pitch diameter measurement method : Step gauge E@EEZOMm
RUITRE Handl uﬁ’é;}fﬁ f
3L andles pitch diameter differences of
Threading Lercm-éth 15mm 20 um or less.
ﬂﬂ:ll:qﬁ;'f hod 9;'j‘bJ7JI‘|‘JI\ 1R
Machining Metho Climb milling 1-Pass p on
BEWEHR (4 X—)
tﬂﬁUiEﬂJ 7}<§‘Etﬂ'ﬁﬂiﬂiﬁﬂ (mm) Changesin pitch::iameter with time (rendered image)
Coolant Water-Soluble 0.14
et IRV =V ItV (BT30) RPN s
Machine Vertical Machining Center 0.12 . E’D L;Tl,% . yt el bﬂ,%
Right Hand Helix Left Hand Helix
0.1
) _ . g 008
- ERUNER. O RBAIDEMREDNEL, &
F—U7Y NS ZODEL. Sl BNERE | § 006
95E0OHY MHIRELLED. BREMm. £ 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
INTIEL
Number of processed thread holes
A—IF7R
. -— y
. EgIAS: _— T‘f Jam;ﬂ% Effects of EgiAs coating
EAITE AT-1 | 2,0007{”"1& Cutting edge after threading 2,000 holes
Tool ®7.7X22 P1 4F
REIA
Work Material 5CM440
SIHEE ; .
Cutting Speed 80m/min (3,307min™)
XD 30mm/min (0.01mm/t) J '
! l L
HRLYAZ | | FEFRE
Internal Thread Size M10X1mm ) T ! 1 i 1 ! ! I l
TR ®9X25mm (LLb)
Drill Hole Size Blind
RUITRE iy
Threading LenLgth 19mm e y P y i
. _— Ny — .5
G ACBIETEIA EgiAsd—5F12 T WX3J—=5+22
Coolant Water-Soluble EgiAs Coating WX Coating
et MRV =—V ItV (BT30)
Machine Vertical Machining Center
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Work materials @ to ® are machined under the conditions shown below.

HRUY1X

Internal Thread Size

M10X%1

1.

HRUDOTERDEZNE

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

h20um LA

Bl: +0.080 DR T v IFT—IHINTED, +0.100DR T v Io'—IhH

1B TLER D,

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

2. 1. Z@c T EETRERSF (ZABEZ0)

/N ®9x25mm (IEb)
Drill Hole Size Blind
RUITRE
Threading Length 19mm
BRI KB LD RA
Coolant Water-Soluble
B Rk ImRY=—>5€v% (BT30)
Machine Vertical Machining Center

@ SUS304®”"I Machining SUS304

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

Condition 1.

ERIR AT-1 ftiit 1560
Tool ®7.7%22 P1 4F Competitor 7JIEI ! fiaT
— 7% 1,000 ] Still Running
gﬁ?fgeed 120m/min (4,961min') | 140m/min (5,122min") i& 800
: WA 170% LLE o oo
. - 8 | Durability Over -
Eea’zg 228mm/min (0.05mm/t)| 200mm/min (0.1mm/t) £ 600 -
§ 400 -
AW & o . &
Number of Passes 1/\R Pass 2)\R Passes é 200 4
E 0 -
INIEFRY ) ) _ + 2
. 226 sec_yrlMiflog 3.038 sec AT-1 Jmegtgr
Efficiency
@ SSOCQ”"I Machining S50C
ERIE AT-1 fth#t = oo GP-OUT
Tool ®7.7%X22 P1 4F Competitor 7:.|E
7
IELRE . - . . # 600
Cutting Speed 160m/min (6,614min') | 140m/min (5,122min") s GP-OUT
g Dﬂﬁg& 150%
Eea’zg 122mm/min (0.02mm/t) | 20mm/min (0.01mm/t) i; 400 7
‘ £ 200
N2 ‘ . :
Number of Passes 1/\R Pass 3J\R Passes é
2 0
MRS m )y t o
Cutting Time 4.28F sec AER740% 45.47% sec C{gn*pet?t?)r
Efficiency
@ SCM440®”“I Machining SCM440
ERTR AT-1 ftitt 52 3560
Tool ®7.7X22 P1 4F Competitor a~ il g
7% 2000 Still Running Still Running
SIHEE : . : - wm
Cutting Speed 80m/min (3,307min') | 140m/min (5,122min") !
£ 1,500 -
Eeaiiﬁ 30mm/min (0.01mm/t) | 20mm/min (0.01mm/t) ié 1,000 -
JN2E . . S 500
Number of Passes 1J\R Pass 4)\R Passes é
2 0
7J[|IH§FE'3 )Y )y
Cutina Tire 17128 sec e, 60.54%% sec c{gtje:ﬁﬁr

Efficiency
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”DI;—‘_ 9 Cutting Data

. SUS304 maj n;@ﬁ% SUS304 durability test result

FEHATE AT-1 WX-ST-PNC
Tool $9.7X27 P15 5F | 9.5X22.5 P1.5 IR
(Holes) Number of processed thread holes
1RHIAL
Work Material SUS304 1,000
YHLRE 100m/min 120m/min
Cutting Speed (3,283min") (4,021min™") 800
EDRE 31Tmm/min 42mm/min
Feed (0.01Tmm/t) (0.01mm/t)
HRLYAX E
Internal Thread Size M12x1.5 600
TR ®10.5X25mm (G&b)
Drill Hole Size Through
400
RUITRE
Threading LenLgth 22.5mm
SO AKBELIE B 200
Coolant Water-Soluble
EFARE IRV =TItV (BT30)
Machine Vertical Machining Center o
ISR o ¢ - ST-
Number of Passes 1R Pass 3/\R Passes AT-1 WX-ST-PNC
17 AN TEFRE (F2)
(sec) Processing time for threading 1 hole (sec.)
50
40 41
30
20 "
BEZR 240%
Efficiency
10
0 |
AT-1 WX-ST-PNC




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

EATE WH-VM-PNC ftb#t T EFHM Tool Life

Tool 0.72 P0.25 Competitor
190 290

ity 80m/min (35,367min") HHVILPC 21277 Holes Gauge-Out
%e% EE 594mm/min (0.02mm/t) 23597 Holes Gauge-Out
e s Size M1x0.25

—D[fi'{lQHole Size $0.782.3mm (éfna) e 1227 Holes Gauge-Out

RUITRE 2mm (2D) (IED) Competiter

Threading Length Blind 1987 Holes Gauge-Out

ML FYTHYR 2R

Machining Method Up Cut 2 passes

Al KBHERLER PIES Y T TEELNEEND TV URMICHIBIERU QKB IEHH
MIZRRLF L. MIRUIIITORELEIEEHZRRLTLET,

Er RN 7 s (HSKE25) TREBDPEVRUENTITDEE, ¥y TORMEHEZEEBELTES KOS,

WH-VM-PNCODAHRE LI IHERET T,

The WH-VM-PNC was able to perform stably with water-soluble coolant in stainless steel, a
difficult process for cut taps. It was able to achieve long tool life and perform stably when
tapping M1 threads. When processing threads with limited tap drill hole depth allowance for
tap drill holes, the WH-VM-PNC was able to perform more stably than a conventional cut tap.

I
I=s
- P4 » O
. 4 y : *,b71 8 l‘- B lj-% ’J \éwn b”uI Machining small diameter internal threads with Inconel 718 ; g"
ERTE WH-VM-PNC tﬂﬁUiEE l\"Ziﬂl HHIR& Number of processed thread holes
Tool 3.2X2.4U32 Cutting Speed No. of
utting Spee: Passes 2‘0 4‘0 6p 8‘0
HRHIAE
Work Material Inconel 718 (40HRC) ) Bk
40m/min KA .
tJJiﬁ'JiEE 40m/min 60m/min Substantial tool chipping
Cutting Speed (3,980min") (5,970min™) 4
%D ERE 120mm/min 180mm/min 607 Holes ARK o
=) (0.03mm/t) (0.03mm/t) Substantial tool chipping
W 60m/min
Internal Thread Size No.10-32 UNF 2 407 Holes HARK
Substantial tool chipping
VA ©4.1X14mm (1ED)
Drill Hole Size Blind
R 9mm (1.9D) (D) ALy RZIVES v T (THA, YIBIER G OHIKIDINE L) E, 51D TS D
BUELLTDIEELL RELYYEVIHTIRET Y, AEFITIE, BifilET—
MIFEE FOUAvE 2-4)(R v s D: AR S 3 e T
IR oo guhvl 24 SOIEDRUDSEFDA LHRDSNTHO. MLERELTSBEDELER
RUIFEFITT, XD, \ABORE. YIHBBRIOEESE, XRLEFEMA L L
SR KBELHHE ZED, IZXMEROTEEM B HEFHRE T,
Coolant Water-Soluble
Compared to taps, thread mills have fewer cutting condition limitations. There are no
{E AR MRV =Gt 5 (HSK-A40) worries about chip management or coolant lubricity, and stable tapping is possible. In this
Machine Vertical Machining Center example, we were able to improve the yield rate of small diameter internal threads in a high

value workpiece. Further durability improvements and cost reductions can be expected by
adjusting the feed rate and number of passes, and changing the cutting fluid.



”HI ;-‘_ 9 Cutting Data

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

FHTE WX-ST-PNC

Tool 7.5X9.1RC 28

ol

Work Material sus304

taElERE . .

Cutting Speed 130m/min (5,970min™")

?bﬁg 607mm/min (0.1Tmm/t)
eed

HRLYAX

Internal Thread Size Rc1/8-28

TR $8.2X9mm (G&D)

Drill Hole Size Through

RUITRE

Threading LenLgth 6.2mm

MMI7EE Fovhvk

Machining Method Down Cut

SIalHA] KB EEDEmA

Coolant Water-Soluble

{SEFARE IR Y= ItET% (BT40)

Machine Vertical Machining Center

WX-ST-PNC

ftbitam B

Competitor B

ﬂuIﬂﬁ Number of processed thread holes
590 1,900 1,500

1,315 Holes Gauge-Out

fhttam A 1,2177X Holes Gauge-Out

CompetitorA

1,0007 Holes Gauge-Out

SUS304 DAL BRIER T, MIREERZR
—UleRIC Tttt RmE B ZITVE LI, T8
FmcUCRtitZEBE T LEEZERELD. TED
EIBRETIFWX-ST-PNCOH DB EERTAE KR
EBCTMAZNZDIENTEX LI,

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.

HEFEEZEME 100l Wear Amount

(mm)
1
09
08
0.7
0.6
0.5
04
03
0.2
0.1

Width of Wear B3R}

777777777777777777777777777777777777777777777777777777777777777777 ftodt ACh7MSE) |
Competitor A (with Coolant hole)

= WXST-PNC

- =@ At &R A Competitor A oo | :‘ i | ' | nes--
1 |

.. =@ {4t & B CompetitorB ...

"""""""""""""""""""""""""""""""""""""""" 4t B :
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, Competitor B .

rrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrr sl WX-ST-PNC

200 400 600 800 1,000 1,200
AIT7ER Number of processed thread holes

AT

. S45C EEE”"IE&E Stable Performance in S45C
HHh Uﬁi‘bﬁ@ﬂilj\ﬁ Pitch-dia. Reduced amount

ERATE WX-ST-PNC

Tool 7.5X9.1RC 28
)

Work Material 545¢C

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

HRLYAX

Internal Thread Size Rc1/8-28

TR ¢8.2X9mm (G&ED)
Drill Hole Size Through
RUITRE

Threading LenLgth 6.2mm
MIA=E FuvAvhk
Machining Method Down Cut
SIEHE KB HEEIERE
Coolant Water-Soluble
B ImRY =5t % (BT30)
Machine Vertical Machining Center

0125 | _¢~ WX-ST-PNC

@ At A GHTUTE) Competitor A (with Coolant hole) 77777777
=@~ fth#t& B Competitor B

o 01 | TOSMBME@B Compemors

P

2 =

i

g S | T

g L e[

[=4

o

€005 [

o
NSO, "f-HNilAHi ibbE-LZ

PBZ7EX Number of processed thread holes

S45CTORBERTI. IRNTC1,000NETMI IR ENTE, BEHRDOHFNE
B REMINRRTCEX LI,

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

8



B EANHZEEN LTRSS !

Long tool life when high-speed machining hardened steels!

7JI]I7'“\§SI Number of processed thread holes

200 4?0 690 890 1 ,900 1 ,2‘00

WXO-ST-PNC

1,1 057-'\ Holes

Gauge-Out

ERTE WXO-ST-PNC

Tool 9.5X26.3 P1.75

Ll

e SCM440 (40HRC)

HIREERE ; .-

Cutting Speed 100m/min (3,351min")

?DEE 349mm/min (0.1mm/t)
eed

HRLYAX

Internal Thread Size M12X1.75

TR

Drill Hole Size ®103

RULITRE

Threading Length 20mm

INIFEE FOUAvE 2)(R
Machining Method Down Cut 2 passes

HDRELmEA AGEMEEDERA (1065) (RERHE:H)
Coolant Water-Soluble (10%) (Internal)
aFAEA MHRY=—VItV5 (BT40)
Machine Vertical Machining Center

| LoYel bd)ﬁ%ﬁ?ﬁfd)ﬁﬂ', Pitch diameter of internal thread

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

AIBREHINTZ 100m/minDFEMLTITEOTH. RIFDIEEIRFMZERE
UIcEBITY. HRUDBENETEDEEDRELCED. BENTICHNZRET
BTEDDOHFT,

In this example, even when high-speed machining at 100m/min with internally supplied
coolant, there was no chipping and long tool life was achieved. The internal threads’ pitch
diameter measurement was stable, demonstrating the effectiveness of this tool in mass
production machining.

.ﬂﬁag@gﬁgg'b Changes in the extent of wear on the outer circumference

(mm)
(mm)
—=— WXO-ST-PNC 02 [+ g WKOEGT-PINIC -+

5 [ 7007 Holes
B0 0,15 |- 52015 NN T 1,1007% Holes
1= 2 A _J
7 ©
% 4010 g o
s 5
£ £
£ 3 005
4005 s

0
BEEIR () 200 400 600 800 1000 1,200 0 200 400 600 800 1000 1,200

BIITTEL Number of processed thread holes

BIITIEL Number of processed thread holes

. Zj_'y DZE&E”HI ! 1&*1”5400/0 Uzwﬁﬁﬁﬁ Stable machining in stainless steels! Wear is 40% less than the competitor.

{EHTE WXO-ST-PNC

Tool 9.5X26.6 P1.75

REIA

Work Material SUS304

YIHLER . .

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

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

HRLYsX

Internal Thread Size M12x1.75

RUITRE

Threading Length 23mm

SDRELmA AGE IR RA

Coolant Water-Soluble

et IRV =Tt V% (BT40)
Machine Vertical Machining Center

ATV LDRA%Z80M/minTIMILTH. 1,500
LIMTARET. R EBETA0%EFZEN D E
MofcEBHITT, DEVER. ETDEVERIL.
REBOZEDRUMIZRELET,

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.

ZII]IT-'\& Number of processed thread holes

590 1,900 1,5‘00
-ST- o kol
WXO-ST-PNC 1,5007X Holes Still Running
[=] s el )
C{Ewtje:t?tgr 1,5007X Holes Still Running

lﬂlﬁlaﬁ@@ﬁ%ﬁﬂ: Changes in the extent of wear on the outer circumference

(mm) 0,08
007 |..
0.06
0.05
0.04
0.03
0.02
0.01

—=— WXO-ST-PNC

- —e— %t & competitor

Width of Wear I3

0 500 1,000
ADI7 X Number of processed thread holes
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”HI 5‘-‘_ 9 Cutting Data

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

FHTE WX-PNC e

Tool 76X143U16 2000 ﬂuI}:i%glumber o;p(;(éc;ssed thre;(;;c:)les

HEHIAA i i i i

Work Material A7075

tIEERE . . ey
Cumr’gspeed 160m/min (6,70Tmin"") 8,80077T Holes Still Running
XDEE 650mm/min (0.16mm/t) WX-PNC

Feed fikssar
HRULY,rX 3/8-16UNC 8,80077 Holes Still Running
Internal Thread Size :

RUITRE

Threading Length 12mm

SIHEHE] KB ELIE M

Coolant Water-Soluble

EFAtER ifsvy = J€>% (BT40)

Machine Vertical Machining Center

A70757ZHIEE 160m/minCTINIZLT. 8,800
NUENMTUCOBEMISER. FEXEREIHE
AEEFEWX-PNCIE. YYZVIEVITDRED
RUINIOXRRICEM T,

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.

148 8,8007 L

No.1 (after cutting 8,800 threads)

2%4H 8,800 IIT#

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

B MZHIESWX-PNC 1 I RIV718 Tttt D 2(S DA 1472 R

FRTE WX-PNC WIELEE &R LY cutting Speed and Durability Count
Tool 4.55X10.2 U20
#iHlte 4 >~32)L718 (43HRC) il Q0 oo G
Work Material Inconel 718 E 80 /.\ WX-PNC
Internal Thread Size Ed 70 61./ \ — An Competitor |-+
RUITRS 9mm g 60
Threading Length % 0 S \ 777777777777777777777777777777777777777777777777777777777777
1087 b D3ED g 39
Feed Per Tooth 0.03mm/t g 40 % \ \.{
UL AGBIELEIER] 1045 g 30
Coolant Water-Soluble (10%) g— 20 16
eda ey =y trs (BT40) £ 50 i
Machine Horizontal Machining Center E} \. 5 :
j
0 20 20 60 80 100 120 140
AV IRIV718ZBLIEYIEIRE CMA L& LT YIHJIRRE Cutting Speed (m/min)

ZANMERTY, 50m/min LATOLIRRE DR E
ZRBICEEMEMIEHEDLSTI, WX-PNC
[FEDVIHIEEICH VT Bt D 2 EDMADRE
HERTWBH T EZTHR T,

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.



. ﬁﬁﬁlgwat‘l B*ﬁlﬁa) 800/0 wmz'l‘i Reground tools have 80% the tool life of new tools

ERTR OT-SFT-PNGT

Tool ®12X30 P1.5

Ll

Work Material $45C (90HRB)

HIREERE : .

Cutting Speed 70m/min (1,857min")

’?DEE 130mm/min (0.07mm/t)
eed

HRLYA X

Internal Thread Size M16x1.5

LA

Drill Hole Size $14.5X20mm

RULITRE

Threading LenLgth 20mm

CIHHE KR ETHIRE

Coolant Water-Soluble

fEHITE dbw kRJL— (7MPa)

Lubricant Supply Collet Through

e By =—rJtv4 (BT40)

Machine Horizontal Machining Center

TINI7E Number of processed thread holes EESRYE RABEHETE

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

#hin

New tool

F—I\K +120um  +80um

—
1,170 Holes Too big taper

BifEm
TLVEREVERE
Reground
(no coating on flutes)

8477 Holes Gauge-Out +120um  +80um

* T —% (3 TERMIEL U CERINTI UICBaHERER T,

* This is the test result without adjusting tool's diameter.
FmEBMREOH(BI—TVIJH) mD. TERMEEUCOMALERERT
9. BIRERIFBEHOI—TVIHELTE, HmDB80%DMAMHNFSNDT
EDADET, BIEITRHET. BELDIAMEREICESHRDIENDDET,

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.

. lj‘E I: I;Eﬁﬁjs*‘y th ‘y 9 “‘ﬁ% In small diameters, Carbide Planet Cutters are effective

ERTE OT-PNGT

Tool 45X12P1
A

Work Material 545C. 55400
HIREERE : .
Cutting Speed 50m/min (3,536min")
Ee% EE 80mm/min (0.03mm/t)
HRLYsX

Internal Thread Size M6 x1

TR ®5x15mm (LEb)
Drill Hole Size Blind
RUITRE

Threading Ler?gth omm

BDRELmA AKBIELIERA]
Coolant Non-Water-Soluble
e WY =04 (BT40)
Machine Horizontal Machining Center

IAZADTSy Mv & TERIEOEENS
M14LLEICUDSIGULE B AD. BIETIX/INEDS
RQUIMIIHBRIFICITEDIIENHERF T, Omx. B
EBMRONSYFZMZAEHSMITHERTWVWSZ
EECTHEER TS,

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 /1S0UJIS) class6H
B150 [BJIS 2#R / previous JIS class2
{:':100 O3t Hole Entr
©
<
R Ommmmam= Ommmmmmn Onmmmmm= O==dmmnfeQ
a 500" - .

— ‘\’o

500 1,000 1,500 2,000 2,500 2,800
TN Number of processed thread holes
2,800NFTMLI U TEERFERBEFR CH DI,
TERBEZTAIR. SOICHBERNTEIEETH D,

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

®S8Ss400
(m)

200
= I1SO(JIS) 6H / 1SOUIS) class6H
% 150 |BJIS 2R / previous JIS class2
(e _
< 100 07t Hole Entry
S <o
T B fararea
a 50

1,000 2,000 3,000 4,000 5,000 6,000
INTIEL Number of processed thread holes
T EFEIFREFTHD. UUDIFR SNIED o,
—A.MAFRDEF C6.5167F CEFERNTRETh o,

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

&
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”HI 5-“_ a Cutting Data

H ZA5—/\QUIITICB8VT, Yy TDORAEEADITSRY My

Tool Tool Taper tap

Work Material Size HSS-Co 4F HSS

TR ©$23x20mm (G&D) SIEERE ; in- : .-
R Through Cutting Speed 70m/min (2,073min™) 8.3m/min (100min™)
RUITRE EDEE ; ;
Threading Len“gth 20mm ol 431mm/min (0.09mm/t) 172mm/min
SIHIRE KBIEHIHF REME _ _

Coola,nt Water—SquioIe Surface ;nish 4.8umRy ~5umRy 6.2umRy ~7.5umRy
et WYy =0t % (BT40) INTESRS V£ TUN 258/5%
Machine Horizontal Machining Center Threading Time (second/hole) (second/hole)

TINLICHFRERAR R NDOIINE+1] DZH
FALICH U, TSRy MV SDEEEFNTIEE
WICHRELE T, EFEDEVZCHER L. &
TEMIERED 1/BURICEBHE TV DR BARD
—DTT, BL. HHEIMICKOTIFTDROTIEHD
Ftho

EME

Circularity

0.04mm 0.12mm

One of the known issues in hole machining is out of
roundness, but the planetary motion of thread mill helps
to eliminate this. Please note the difference in roundness.
An additional advantage is the reduction in machining
time by 1/3. However, depending on the workpiece, this
may not be the limit.

= ap ¢ [ 4
. EIEI EE%% HBI&;E%"T& Super high speed multifunction tool application
EHATE DR-O-PNAC
Tool M8x 1.25-2D (i)

200
1HRHIAA
Work Material AC4B-F 1S0(JIS) 6H
b . .
gﬁg@geed 250m/min (12,243min™") 5 150 |EJIS 24% / previous JIS class2
ZDE |k ] )l
éfedi d':"'lJin};’ 2,449mm/min (0.2mm/rev) ﬁ? ________ o, O3t Hole Entr
; 2 100 Ol P prs B fararea
g 413mm/min (0.09mm/t) 5
a
ITBSRS 347 R 50
Threading Time second/hole s sl
5 . e ill Runni

YA AKRMEEIHIEE (10£5) >tll Running
Coolant Water-Soluble (10%) 5[000 ]0[000 ]5’000 20,000
B By =5t % (BT40) INITTER Number of processed thread holes
Machine Horizontal Machining Center

ABIEHDRA—IN—T SR ME XEHITIF 3.4
THIFR~EBROD~YRUINIZRT. XY=VIJ®
VIDY—ILIRASDHIKNZEIUT T DDHIEST,
BREEMIICERDICHLERDITETHD L%
CHEERTEV. (HINHRDREIMIIRESNET)
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)

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




B BT40TM26X1.50HRUMIZRR 1 > Y—NRTET3007CLLEMIRIEE 5 s ove0rciee i ovese otinsvassostbe

ERTE HY-PRO P ¥ JLF R4 2/ b+ Multi-Point
Tool TMC20-3

pEA 31 1.5 ISOTM2

nsert

REIA ~

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

Internal Thread Size M26x1.5

T ©24.5x20mm (i&Db)
Drill Hole Size Through
RUITRE

Threading Len;;h 12mm

HDELmA KBEEIEmE BRI U— (1013)
Coolant Water-Soluble Chlorine-Free (10%)
HaHITIE PIBRRIM + 51 EBEaIH
Coolant Supply Internal + External
e WYy = Jt4 (BT40)
Machine Horizontal Machining Center

H BT4A0TM120X4.5QXZEHRUEINT HR U LFEHBLRIF!

EHAIE HY-PRO P Z)LF R4 2/ b Multi-Point
Tool TMSH-D100-FMA31.75-5
A9=F 51 4.5 1SOTM2

nsert
T BT40-FMA31.75-45

rbor
A
Work Material s50C
HIERE . -
Cutting S?eed 180m/min (573min™)
B0 RE 201Tmm/min (0.3mm/t)
HRLYsX
Internal Thread Size M120x4.5
T ®115.5x25mm (G&Db)
Drill Hole Size Through
RULITRE
Threading Len;(h 20mm
TEZEHLE
Overhang Len;szh 93mm
BRI KBETHIRE 1ER T U— (1065) (S1ERiEIH)
Coolant Water-Soluble Chlorine-Free (10%)(External)
SEFEH WYy =vJt4 (BT40)
Machine Horizontal Machining Center

B XELEYFERENMT ! k&M P=4%Z1/\ATHIT

ANTIER Number of processed thread holes
‘ 190 290 390
HY-PRO P
JWFRAVE 30677 Holes Gauge-Out
Multi-Point

BTAODHEMTM26 X 1.5DHRUMTZRRELE Ulc. KERUDIMIICEED
59 FET300. WEEATE 00U LD HEEE. CNIEHEFEDYIHIS v
TEHRUTCEFU LOREETT,

On a BT40 machine, an M26x1.5 internal thread was achieved. In spite of being a large diameter
thread, it was possible to machine 300 holes with one insert side, and over 600 holes with both
sides. This provides equal or greater economy than standard cutting taps.

M120x4.5 threads can be machined on a BT40 machine.
And the surface finish of the internal threads is excellent!

RIFEDHRCLLITE

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

EREREDIVY—h

&y TEEICRQUII T IO RESNDRERQUZBTA0TIIITERL
Tco ALY R ORRIPBEICEDNEINIEEHITT,

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)

ERTE HY-PRO P ¥ LikA 2 I Single-Point
Tool TM4SC 25C31-115-2U
AU 2UIDC60TM

nsert

Ll )

Work Material s50C

HIEERE ; i
Cutting Speed 150m/min (1,540min")
’?fe?izg 213mm/min (0.25mm/t)
HRLYSX

Internal Thread Size M36x4

TR ¢32(&bD)

Drill Hole Size Through
RLITRE

Threading Lenthh 50mm
TEZEHULE

Overhang Leng;!;h 70mm

MIA%E 1SR

Cutting Method 1 Pass

BIHHE KA MELIERE (SAEREEIH)
Coolant Water-Soluble (External)

B Rk IR Y=Vt % (BT50)
Machine Vertical Machining Center

ANTIEL Number of processed thread holes
10
|

HY-PRO P
IVOIRA Vb
Single Point

i)
Still Running

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

[} Oﬂtﬂlﬁwiﬁﬁﬁgé Wear after 10 holes of machining

YVHIRA Y NESTIEOETMIERE. NTUEHRLOENENHL, HalORBERE
ROBZ T, AFH T MIMHOHRUEA VY — M OIHARREZEE LR U,

With a single point, cutting resistance is low, suppressing variance in machined internal threads and guaranteeing
precision. In this example, initial internal thread machining and initial chip performance are confirmed.
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Z I-/ ‘y ) E }II m ﬁiﬂ é:. E L‘H Features of ThreadMills and Hints for Usage

ALDYBREIEIE? whatisathread mil

ALY RIER. SUVINMITRUZHEITAcHDIETT,

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

. quﬁiﬁ Operation
OMIREETA @1 EOERC 1P @RLODOTET
ns ZEAmICBEIT B, MILTETT %,

@ Insert thread mill
to the processing
hole depth.

rotation.

@Thread will move
1P toward Z axial per

®To finish, machine
till the hole entry.

ZI/“J FE)I’@J:?’;EL‘H How to use a thread mill properly
AVYRIIVI, SEEEFFIEENUDIVHEEEDMTVNCEZEHELTVWSIYY VIV S THEALIT,

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

”HIMM (77:] _§ t U U _1) Track processing (aproach and release)

R[LEIbISA R

SHRUBDE

Major dia. of internal thread

HRUAE

Minor dia. of internal thread

(HRUIMNT EEED>

Top view of internal thread

Thread milling cutter

I8 ‘

7

AR

14

BifEIER BFAE

Step Function

1~2 V7S5 AEFZUVEDSBED TELE

Move to edge (maintain clearance).

2~3 7 70—F(NUAILTIEILIEHSE]DIAD)

Cut with helical milling.

3~4 ALTHI(360° NUAILEIHEI

Mill the circumference of the circle.

4~5 UY—R(NUAILEBILIEDSEIDET)
Pull away from edge.
5~6 FIDETEEDTRS

Remove tool.

MIBEEEMITREREORRDS. ERDOKRSICNUAILYHIZUEDSY TO0—F - UU—R=ZEFTHIEZHELEXT,
Helical milling should be used during approach and release, as shown above, for machining precision and efficiency.

w‘ﬁuﬁﬁ (7 ‘y 7073 ‘y h t g‘g ij “J h) Milling direction (up-cut and down-cut)

Internal Thread
Right-Hand

FyInyk
t ETEER
Conventional

(Up) cut

Prioritize finished
surface

ARERUDIES

TEEESE
direction of the
tool's rotation

)

BIRXDTIE
direction of the
tool's feed

-

99Vhvhk
TEDMAER
Climb (down) cut
Prioritize tool

rigidity

ARERLDFE. ERDOKSIC. ROADOS T cAN o THIRIT2E7 v T
Ay M RNEDSEICAN>THRITAET I AY MMIEDERT,
(BRU-ERU. TEDREABICKOTREDFT)

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
the hole, as shown in the illustration at left. (The cutting direction differs with right-
and left-hand threads and the direction of the tool’s planet-like rotation.)

TRICREDIEWVIEDRINT CTlE. 1D < FZENRECH UM TENEKD

IZ. FROBIRSBAICED T T,

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



1 lJ ‘y FE ’ll E E 5 )( U ‘y h Advantages of using thread mills
Z-L\_Z“Uﬂ] D ( TMEE |'*5 j"ll'&ﬁ Advantages of using thread mills

L—=XICHHENB D bSTILDIBEWVWRE
+) el » N
i ‘iI jJuIb‘EJHEo
;“ Thread mills break chips into small pieces and eject them smoothly,
fé{ L e ensuring stable, problem-free thread cutting.
e 9 >
I.:"" -~ o ,{""
Vo W= Ry
- ,Jj ,.'""‘r--‘ d =L - g
i VISP
5 = _-‘.‘._’-_"_"_,N 01234 5@
1mm 4
ALy REILDOYIbLF RIS E v TDYID L F
Chips from thread mill Chips from a spiral fluted tap

’J‘%ﬁm%mf*ﬁn U Enulﬂ.ﬁg Cuts large-diameter threads with a low-power machine

0 2 4 6 8 10 mNm | ZFYTMIEHNTRLIBNELOT,
. ‘ i ‘ ‘ ‘ : : TRRET—IRFEEWBIED B NE,
ALYESIL INEHOHMTHARRUOMIH A,
12X34.5 P1.5 Ut arge-diameter threads with a low-power achine f e workpiece
_me} A5y T holding strength and mechanical rigidity are sufficiently high.
Spiral fluted tap for general purpose
M16X%X1.5

1 IQIEEEQ ’;ﬂ.'f Z“wn U Enulﬁﬁg A single tool can be used to cut threads in various sizes of diameters.
M10X1.56.M12X1.5.M16X 1.5 ERULEYFDRLES—ARDITETH IO,

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.

Em 7_-_’ \019 UHHIQE*EE”"I High-precision taper pipe threading (no stop marks)
ARy TII—T D W,

M2 (BN R UZ IRl 88
Airtight threads by having no stop marks.
AbvIY—=0
Stop Marks

?ﬂl:%ﬁ@ut‘n U”HI Thread cutting in drill holes with little allowance

&8
Z
&

S9OUDI3)9Y

3

BERUIL BEISY MRUIL HEEISY MRUIL
Carbide Drill Carbide Flat Drill Carbide Flat Drill
AD-2D @5 ADF-2D @5 ADF-2D ¢5
+ + +
AL vT 2SI vT ALY BRI
Spiral Fluted Tap Spiral Fluted Tap Thread Mill
A-SFT M6X1 (2.5P) A-SFT M6X1 (1P) AT-1 4.5X14 P1

xRt

Even deeper

IS5vybRUILED
HHESHET
&biEl!!

Flat drill tool combination
allows even greater depth!!




Z lj ‘y FE Jlla)ﬁw tEL‘H Features of Thread Mills and Hints for Usage

a _ 5 y hfim H% w 7I-:4 y h Proper Usage of Coolant

BASBRMZBEVDIRS(E. ERICTNOPICEIHEARIDHIBEEIND LS
UBICTERSESLY,

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

BASEHRBENEDOVI VIV Y ZEHEVDETIR.
ALY bRIV—F 1 TDREHTEERRENLE T,

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




1 lj‘y FE}II ”uI*EEﬁQ & A FAQ about Thread Milling

Q. YRUADIETHRUNMITERELDIE, ES0LT?

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

A—=RMLRUPIZT 7R UTIE.
BRLEHRUTILUDREIEWNF T,
BENEZERDEUBEESRDIN
SUABELEO>TWVDIcsH. HRUHA
DIEELHBRUADIEZHRATST
ENTEFBA,
WIEEBED/INSVADEUERRU
FETIEHADARETT,

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.

| Eﬁlﬂﬁ?d)%()‘—lﬂbmb) Example of basic thread profile (metric thread)
(2L elv)

Internal Thread

BRU-yvT

External Thread

Height of

basic triangle

t

felViior=1a3
5/8H

Basic Height of
Thread

1

BRUEHRU. LUDFZELENTHD Compare the shapes of internal and external threads.

LITEDYIDERD & (&?

Height cut off from crest:

BEDIDWOFE(E?

Height cut off at root:

HSRUL 1/8H - HHRAL 1/4H

External Thread

HSRL 1/4H - HHRL 1/8H

External Thread

E558, BEILAZD
RQUIISEZI35/8 H IEht

Internal Thread

Internal Thread

Q. ThreadProD ANEE CRREND [FHL75%]>TRITTH ?

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

RUDERBEDEDHDZH
SHh EVWSTZETY, [FHEDLE
ZEREUL. HRUIF75%(KED).
BRLIE25%(\Es) ZHHAEIC
BEUVCHDEIMNERICEET
ETXT
DCT75DERATREEIC75% =
AFTFHULIF P75 T,
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.

A.

W RUEE JHL\75%E(E? what does “aiming 75% fit " mean?

—

—

KEDFUFUEE

\
Narrowly acceptable on the larger side

JAJZHNET! e

ceeofe s 759 - pRRES HRURKAEN75% N
, I 75% of larger limit for internal thread
I &
| ! B
| | 5135/EE13 1 Right Hand / Left Hand
A, (R 500/ ,,. .
| ° L
| g BUEE ces RO % rin
! | = 75
o l ,,,,, N 2

INEHFUFUGHE

Narrowly acceptable on the smaller side

QIFHRELIEAL Y REIVONCTOI S L%z ThreadPro TG CTEELH ?

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

DA RE T T HHERICTHEB T,

Yes, please consult our sales representatives.

&

&
z
&
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z IJ ‘y FE ,II ”uI*E%ﬁ Q & A FAQ about Thread Milling

QIEF¥EWMEMBICTEFRDODANTIEIXIEATIH?

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

TEFREANDNLTHRUT—IDERULEVL S C. TEDEEHENTVET,
TEHEHEEDRBRDY MESIERZRNZE > THALE T,

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 ALY RZIINITETFRDKS CILFZRH T Dcd. DRUBMET SV IBMDIFEDHBRAIRICE D

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.

HRICTED
;IE* Forming a curve

Enlarged view

/ “

@ MIZ7OJSALRK. TEOHNAEINDRUBDREZERBITDENEICIKED.
XZALwRZJVANCTOTSLERY 7 [ ThreadProl ZS{ERAWCEE, SR O NEEE]| ICTTER
LIeiBa.

The machine program makes the tool outer diameter pass through the major diameter of the internal thread.
#1In the case of using OSG's thread milling NC code generator software “ThreadPro” with the specified “cutting edge standard.”

F) M10X 1DES

HRUIMT LEE) Example: In the case of M10 X 1

Top view of internal thread

GO03 X8.03 Y2.566 Z0.201 13.605 J2.566 F17.19
RUYIDISARTH ‘ Z1.1-5.F30.43
Thread milling cutter X-8.03 Y2.566 Z0.201 1-4.425 F17.19

HRUBDE

Major dia. of internal thread

LEDKRSIC FEEMMOAIMDEEZEERLE T,

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

Minor dia. of internal thread




@ EROEQICKD. TEFREOHETNIZITO L FROK S ICEBERIRILUFICH LT, ALY RIIVICKD
TTEERNINE LD, HRUBMRIEIYA T AL, DRUBELEEXIDINE LKL D,
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.

@ ZDHAL Y RIIVDIFEIE. FTEIOD A" DD7ZNMKUCEICHRUBAMERDN TRIEICED. BIENEGETSD
FOFEIETNTWV D, DFHO. TEFRWMIEBEBHNNETHD., TORFICRPRCGOBEZFEAWVWEL L, A
O Z2MELTBDIENTED,
Athread 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.

195 13 U Internal thread

TEFEFANFOTEHH RPRG A JEf DT B # i
Tool path when the tool radius is entered Tool path when RPRG is entered

5)

5)

B)M10X1DIBE (&R
Example: In the case of M10 X 1(Radius =

Basic thread profile of internal thread \

1
HaEERRKLE
|

I8E07.7088 \ el TE®e7.7088
TE#%:3.85 ALy B )L DN T ELE L1tiE2E RPRG: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

&
z
&
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E¥ LIT:-U-H-:_ h‘y_}ll (NCjDa“EL\yj h Thread PFO) Total Solutions for Your Thread Milling Needs

NC>’O2'S LYk [ThreadPro]

NC code generater software of Thread Mills AwvRZ0O

Th I"ead PI'O t l;? What is a ThreadPro?

ThreadProld. ALY RZ)JVARUYIDINIT OIS LERY TRTT,

ThreadPro is a NC code generator software for thread mills.

TER. BEvwFREEANTZRITCEZCNIFON ron S o
_ SLEERIT BT ENTEETT TR
«1245EE, SEEONCEE(CHMLTVET, o
‘NCFOTSLETFANT74)L (txt) THAOBTHE

TF, FT—IMECKBNITTOT S LAHEICTER

-
&L,

Th read Pro + Machine programs can be easily created by simply inputting the tool radius and
pitch.

- Supports 12 different languages and 8 types of NC languages.

- The NC program can export text files (.txt). Please utilize this function when
creating a program by data transfer.

ﬁ D 73 v hjn 9“5 b%%gﬂ"ﬁmﬁg Easy to create zero cut programs.

NZAOYTEICYHABENFETEETT,
50% 100% Ffe. HABEBIC100%ZEAHNT BTET,
TOHvhOFOTSLBEEICERT BT
ENTEFT,
NMIRBICEDEBTIVFITILBMILH
OgTY,
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.

%&%’ \01947 Selectable path mode

BERBRICETILFEY, REERICEY
VIR ERREICH DB TRIRTEETT,
WRETILFEITIN, NTEEZENTT
HEREZERUVCVHEUWIITREDEE.
BOY YT ILZEVZESHULTE W,

Select “stairs” when focusing on efficiency, or “continuous”
when focusing on quality. “Stairs” is recommended, but for
applications involving difficult-to-machine materials with
emphasis on quality over efficiency, please select “continuous”

DV JIVED Pass Type : Continuous

~NJ)UFIED Pass Type : Stairs




)‘ E I;*E ! 1E*u UEDE“%ﬁE'ﬂE No need to take notes! Convenient printing function available

ERUII IO S LZRTCHITEDERE] [5%M4]
[RUITRE|F—BTREOMUEEA,

sirm UM U.ThreadProlClE i1 T O0'S LZ{ERK T BFT
' ICADUVEEBN TR TRREINB[ERIAXR—J L0
SHDOHWHIET, CESEHRITNIX. DEHEIXEE
o EZD2NEIFHIFE A

SSICTENRIAR—YICIE. RPRGYP I TR EBEE T
FRIILRGTOBRIEIAI-FTHAMFRBET>THESL, nz- L\ig-a)z\-\\ ﬂﬂI;?’fﬁ@}%it bt%{%% L r: é‘lj-
x9,

M¥RB. YUHIOZTa -5 —yayTAPILRECHEAWVEG
=" HEDOEIL. [EIRIAR—V | OEHRNHBERL—X
" BISHDTRE T T . BREIVEDL B DFICTEfF TS L,

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.
3 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.

ThreadProl3&itt i h—LRN—IZE8BT TN

ThreadPro can be downloaded via OSG’s website

R—LR—JTOPEE

The homepage of OSG's website

PareadPra {F b FFE)

QRI—RZFHHEDT
SITIER!

Scan QR code to access

A T A https://www.0sg.co.jp/
media_dl/thread_pro/

w index.html
Veczouwo

Click here!

w
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9
w

)
~
B4
I
1V

htm| 774 JLDOXFEIFHIHICDNT
ThreadPro CIERE NIEhtmI T 71 JLHXZEIF UG, WebT SO —DIVIA—ROEEHNNRETT,
T7AIbAZ2—0D [Fx]— [T3—R] - [Unicode(UTF-8)] ZEIR T\,

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).”

posid @
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TEIFEMIEENSE(E [RPRG]

Reference value for tool radius offset “RPRG”

RPRG t l; ? What is RPRG?

[R=#&ZI[PRG=T0OJSLITIOISZVIF¥RERIER
RPRGIE. 2Ly R VIITCHES TEXERHIEBBEE)ITY. VvV IBICEDNUENTNTVET,

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.

RPRG miim E*ﬁE"ﬁ%EEiﬁ Use RPRG to reduce the workload

TEHZERMIEEIC [RPRG] ZANTDE. [TEHE|ZANTELDH. DRUHEHRITITEFEMEZELREDIFD
CENTRETY,

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

Internal Thread
HRL 1SO-6H
Internal Thread

HRL 150-5H

RPRGOEUEZ A SIUTEIBS (A A1E:3.806)

Entered value of RPRG: 3.806

BHE 0

Pitch Dia.

TEH¥REANLEES (AAH1E:3.85)

Entered value of Radius: 3.85

#l) -TENR: 07.7. EvF 1. R/IVMIIEM10 (Y—JUNo.: 8331005)
cHRUYLX:M10X1
- BWREFEE:0~ +0.118 (1ISO-5H).0 ~ +0.150 (ISO-6H)

Example

« Tool diameter:¢7.7; Pitch: 1; Minimum processing 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)

s



ii % E IE Notes

1.RPRGIFESEMETY. RIMITICBVTIF. MITEBEBICEDZEDDFEY, HUIMIDLERETEL,.

2.X—KURUCAIKISO:5H(B1#). 1=7 7/ HIZANS| : 3BBOSHRUEEICEREFHMEESRELTLET,
ZRA5—/C(RRo) &, B R—LR—JICTEMLTWVWR ALY R JVANCTOISLAMERY 7 M ThreadPro(RL v
R7O) ] ZHFARWNEREWERICERNEFEDRPRGERELTVETD,

SB.AVYRIIVOIERICHUL. [BIVNITIR(TERICHULT. MITEZRNDHRUYAX) | B CEHUIETT,
[RMITRIUHNDOYA XZINT T P5EE. RPRGEDINEVWHIEHNNELLEDET,

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 I1SO: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 processing 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.
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Ei LicH l-ﬁ_ Y=L (&ﬁIE W= DCT75) Total Solutions for Your Thread Milling Needs

HRUDBMEEZEIET S [DCT75]

Quantify values of the internal thread pitch diameter with DCT75

[ &2 &

Evaluation

V] EFHIEEEHIZ L) P76 )

Diameter correction is frequently required

V] ZAHEIEDE UL P.76-P.80 )

Diameter correction is difficult

VEFRMTITIEEmZEELLY )

Want to extend tool life with uninterrupted machining

V| HRUDBHERSTIVZEEL LIV D)
(XyF &, BILEBEICRLS—J0UT)

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

D

ZAabh 1 DLl EH2HIHEGIE. DCT75%ZEWN
HRUBAMNRZHRELTHIETHIR!

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




SinksE N 4 1E B %2 K 0iE Hll iR

Time reduction Significantly reduce time required for correction

ALYRZIVINIICSEWVWTDCT75ZEVSH R UAMRERZT5 LT RIRDREZKIBICERI DI ENTRETT,

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

(A A=) Image

Total 130 %

ﬁE;E (RUT—IDHMHEA) Conventional method (using only thread gauge) Total 130 min.
First time 1 Step PASI ) 3 Step 4 Step 5 Step check
104 5w - gmEas 1/5

104 min. reduction & 1/5 of the steps required for diameter correction
Total 26 min.
EP-N
M E JEISRN, HRUSHE
First time 1Step Pass internal thread check

MMIEFE165 + EREXDEFRE 105

Cutting Time: 16min Setup time: 10 min.

HTHRUZNMT LR, SRUBEREIE
Iﬁ * AT A(RER) DIBEHZNTT,
1 DCT75

Conventional Method ﬁ;ﬁ (1905"—9“0)3}@@)

____________________________________ Max HRUBEMBRINVAFTADEG. QU —Y
(GP)IF. HRLICELK ALY, ENKBNER
EzgNEFRLHIDIMIERA. ZDH. B

2 0
23 1 — 75% ATOHIERY, MIEDRLEDRAT
50% U ERL EAENEYIRL, BRYBEEINIET,
_________ ﬁ 5 » %_f\\a
nLy—vsiE E o 1BSAE | DCT75(%MH
illwﬂcc?nﬁi{;% Pass thread gauge check /§ § pass thread gauge check st correction .
E HREUBMBRI YA FTADBZEETH.DCT75

4@@@EM/ (F. BHRAENTETT, ZDH.HRU

4th correction  GP €an pass throug_h_bu_tiig_ht_ ____________________________ 0% - N , N np
JEBE®IE GP)‘%EF'E‘H:ié Basic pitch diameter t\'\g'
3rd correction GP stops halfway °
S5/
22(’@] = *ﬁ;ﬂi G Péano:’;):ss
nd comection . BNRER When machining the internal thread for the first time, the pitch
|OEBE GPASREW BRETBRE diameter of internal thread tends to be minus (fail).
1st correction GP not pass Pitch diameter check / ?J @
determine diameter rsttime Conventional method (using only thread gauge)
GPASIEL correction amount When the internal thread pitch diameter is minus, the thread
HiﬂiE GP not pass gauge (GP) cannot be entered into the thread, thus unable to
determine the required diameter correction amount. Operators
must guess the amount and repeat the machining and
- - measurement of internal thread pitch diameter for several times,
?ﬁIE(Lb‘D")_TCE%Féﬁ ﬁIEI;D‘D")_TCH%FEﬁ resulting in long setup time. P
Correction time Correction time
26ﬁ_><5=1 30ﬁ 26_ﬁ With the use of DCT75
26min X 5 = 130min 26min Even when the internal thread pitch diameter is minus, the pitch

diameter can be measured with readable values with the DCT75.
Proper diameter correction value can eliminate the risk of hole
expansion and provide the operator peace of mind.
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Ei LicH l-ﬁ_ Y=L (&ﬁIE W= DCT75) Total Solutions for Your Thread Milling Needs

Extend and stabilize tool life

TR TSGRy T - TRERORE

EFRMITICKVIENERLTOLKE NIEINBZDRCRIRLICINESKBIUET, ZOHTiEDZ. DRCEMR
D75% (#R{E) NSRRI —bTBIET. IR ZIEPIENTRETT

‘RS —IJGPDEHHNERET75%Z RS EERHETI N, DCT75ZFE R, sETHEEIC75%ZHSTENTT4E
TY, 80, ACMUEBENSRI—rTBIETCIEFRNIRELET.

- The cutting tool is worn away during uninterrupted machining, which makes the internal thread become smaller gradually. Therefore, by starting from 75% of the internal
thread pitch diameter (recommended value), the number of threaded holes can be increased.

- Although it is difficult to target the 75% value by guessing with the thread gauge GP, the DCT75 makes it easy for anyone to target the 75% value. By starting at the same
position every time, greater tool life and machining stability can be achieved.

M10 X 1.25
HRUEMEFEE 1 0~+0.160

.ﬁg 4 0% b\ 5 ”u I F;ﬁ yﬂ 'I:'tl):I;jr!c;?;‘:ntemal thread pitch diameter

Machining start from about 40% Tool

0.16
0.14

0.12

0.1

0.08

0.04 I NN 60077 Holes
0.02 SN B e e N GP-OUT

0
1 100 200 300 400 500 @ 700 800 900 1,000 1,100 1,200 1,300 1,400 1,500 1,600 1,700 1,800 1,900 2,000 2,100 2,200 2,300 2,400 2,500

Pitch dia. i % 2}

ITBE%EWS 4 & 4 times the tool life

#75% D Sl LRE

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

2,30077 Holes

Pitch dia. i % 2}

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

AIIITEL Number of processed thread holes

BaR75%DIEIE. v/ I8RCHIEILTULET (X—NU:6H. JIS2, 1=T7 : 2B-3BDIHS)

The value of 75% of pitch diameter is engraved on the shank (Metric: 6H, Unified: 2B & 3B, in case of JIS2)

M10 X 1.25
cocrifoere  OHDRUBPEFEZE0~+0.160

Tolerance of H6 internal thread pitch diameter

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

Tolerance of JIS2 internal thread pitch diameter

— 0.160 X 0.75 = 0.098

e e w-“

+ At T
ST e R

s



Quantify values of the pitch diameter

Rkl A DCT75&RUT—IMiEN

Difference between DCT75 and thread gauge

RUT -V ERNAERDZHET HAERTIH.DCT75(F.

HRUDENREMREELTHDTENTEETT .
‘DCT75@F . TINO—F VI HETMREICENET T I5IC,

A—FT AV RECK) EERRZERTFIvINTRETT,

- 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.

max

min

13 U b‘-‘ - :J“ Thread gauge

SN REBLZHE

Judgement of pass or fail

0.160

518

Pass

0 EEFMER

Basic pitch diameter

DCT75*Em Not using DCT75
F—NY A XEhbHS5EN

Oversize quantity is unknown

FHCS S

Pass internal thread check

018 F— NG A REN
bh3dEIVIEEIC 2R pliing

[CAVACY: -3

Knowing the oversize quantity

helps to select tap

0
0 BEFME

Basic pitch diameter

&

EEFEIARG

Abrasion condition

BNREHEELTHSZ ZEN T HE
(DCT75 B D5 E(E)

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

Max ---- peeesesemaay - - - - 0.160
+0.110—
+0.046—

min ---- S————____. 0 EEFHE

Basic pitch diameter

—0.068—

19319 Uﬁiﬂ]ﬁ@”éﬂ:%%%% ICEEIE Easy to determine changes in the internal thread pitch diameter

Xy PHENBCRUBEMRENEILT B, XyvFE, BOBLICBYS —IDBSBVEVSEENEERT,
DCT75TXYFHIEAYFHDA—HRUDODOTEHNRZAEL. BNEBLEZFBHTET RERIYTHRENBIRTEXT,
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.

DCT7 5 t“;ﬁ“i% After measurement with DCT75

F—NY1XENDND

Oversize quantity is known

= 0.118
:)‘W*Eﬂ Before |0.1 06

| 2228, || 0067

a2 10.057

HFHCS S

Pass internal thread check

R —— 0 BEEWE

Basic pitch diameter

(M6X1—5HBFD A X—2J) (Example for M6 X 1-5H)

w
c
°
°
o
5
=
F]
@
g
9
w

)
~
B4
I
1V




Ri LicH I-I-:_ Y=L (EﬁIE Y=L D CT75) Total Solutions for Your Thread Milling Needs

2 D a) E L‘ E 2 Measurement Methods

%03® m'ﬂi I': &%%%ﬁ“i D Simple measurement by notch

HIREF.BHEOMIn/ MaxDUBZRLTVNE T, YIREBODRUAHEN S, BRICLZEMNROEZAEH

T,

-tIREDOmMIin/maxDfiiElF. [A—FLRU:6H /277400 :2B/R-PTRU :JISBO2031R%] OHRUEE
ZREICEITVEIBL. DCT75(F. MEZFZIARDIH. BENRIBZHRUICHERTEETT,

+ The notch refers to the min/max position of the pitch diameter. Based on the screw amount of the notch, simple measurement of the pitch diameter by visual judgement is

possible.

- The notch min / max position is based on the internal thread accuracy of [Metric screw: 6H / Unified screw: 2B / R- PT screw: JIS B0203 standard]. However, since the DCT75 is a

measurement tool with readable values, it can be used for internal threads with different accuracy.

FEESN FEEATE FEEALE

Out of tolerance Within lower tolerance Within upper tolerance

raEer
CEOTI,

AT,

max

X—=hkILRRL

Metric thread

I1=TJ74R0 R-PTRU
Unified thread ~ R-PT thread

‘EREEY

—50%

AT L sResn

100% = - .
£
min )
0% ES

%Q@ 17—,|I|:J:5§MI-E§H“E @ Numerical measurement by scale

AT—VETY v 7iHEDORS (H) ZEHAIL. ZDENSEWRZHEIT I LT BWRRAEZRD DT ENTHETT,

HEHE. QUUAXICK>TERIET,

Obtain the actual value of the pitch diameter by measuring the height (H) up to the end of the shank using a scale and calculate the pitch diameter from the value.

The formula may differ depending on thread size.

#l:29mm
Example : 29 mm
Pitch diameter at hole entry

OB
=(30-H-C)+25

30

20

SEXF . RUY A RXCLO>TEBIFT,

SITE (H) Measured height

- : o o
Z 2 QRI—RHSIEERZTHR T,
=) i The formula may differ depending on thread
- T size. Please scan the QR code to confirm the
formula.
l &
| B
A
ST E ]
g BEFMERO)
%4 Basic pitch diameter

REKR:M

i :mm  Unit:mm

Y—JLNo. TN 5 (H) | CSTARE | BRDES(C)
EDP No. Thread size Measured | Pitch diameter | Chamfer depth
height at hole entry
26 | +0.15
9342019 | M6 X1 ;g +8'(1);
9342020 | M8 X125 3 10'03 0.25
9342021 | M8 X1 T o0
31 ~0.05
9342022 | M10 X 1.5 25 | +0.18
9342023 | M10 X 1.25 ;s +g'}g
9342024 | M10 X1 - 10'06 05
4 14%15 o 002
9342027 | M16 X 1.5 3 0.06



https://www.osg.co.jp/products/others/spec/dct.html#anchor02

;ya'b%‘l‘iﬁ“ E’Eﬁg (2' 70:/5 ygg ) Digital measurement is also possible (optional accessory)

DCT75ZHRUICRALIAARE, TIIILERREZDCT75ICHUETRRE I THERRZT IVIILRRULETD,
STERBRE. BEFYREICHIZEZ0.001mmMELTRRLET,

Place the digital indicator over the DCT75 for the calculation result to be displayed digitally.
The calculated value relative to the basic pitch diameter is displayed in 0.001 mm increment.

O - Zi
Simple - peace of mind
DA (e

@E#-HOLD#HE OnREYIEHKEE

Rotate - hold function Tolerance judgment function

[l Sl 2id

BNREHN—BER EOoEERANTE REEFR)ZHZEINLE
Clear indication of pitch diameter Y| EERDIRIFHARETT EHROEBETRHTY
Can be used in a horizontal position Ability to manage the pitch diameter
and maintain the judgment result by setting the tolerance (optional)

X PP U-WAVEE (3, HHF— 9B TAPLUEETPCICERAD T & H
® Uuﬂvﬁ\u’pffe’dﬁj e 3BT, (S RIRU-WAVE DTBANKUETT)

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

?y“g'bﬁa_‘ﬁwﬁ L‘H How to use Digital Indicator

@ *ﬂﬁﬂ%ﬁi Initial setup Q;g;ﬁ\%@é%iﬁ;ﬁgﬁgzig‘ @ DCT75E¢EUI:;§1 Insert DCT75 into the internal thread.
[0.000] [CLET,

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

5%;):31{'[, RUBHT—NICB>TBIFET
BN DT, ECHTLEFRIET,

Digital
indicator The DCT75 thread is tapered and will make
the insertion stop at a certain point.
N1~
Y25
HeghtWaster DMREOLOEY MERTT,
BOTSHERIHUFEA.

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.

= —nsy —oo RPN P = =
@ E‘l‘;ﬁ“ Measurement. T{g)bﬁﬂ'\%ﬁ"ich750} P /q\ig_ﬁ @ éﬁmgwﬁﬂ Confirm the amount of diameter correction 1j; v
DSEBUBTET . AR (SHEE) HRT e
°
INFEJ, - SR 2 = | 3
Place the digital indicator over the DCT75. +0.200 BROBHE/DNDET. . I\ =3
The current effec_tive diameter (calculated value) ;’A-' [:MEH?%@IE%?&;D% & 3
will be digitally displayed. TEET, \y 5’
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, By knowing the current effective diameter I %
+0.150 value, the appropriate diameter correction
(75%) amount can be determined. }l/

Internal thread oy &

)
Ns | +0.150-(-0.052)=0.202
N¢ 75% RE RBWHLEEER)
o Target Current Diameter correction
-+ % amount

5

g

BEABWRICH T DIE
Value relative to the 0

basic pitch diameter
(BEFDHR) -0.052(337E)

Basic pitch diameter Current




DCT75 ”uI*E%&Q&A FAQ about DCT75

Q. RUITHZEVNT—ITHDCT75hEZEXTH ?

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

HRUMBEURTHIERTHERTEETH B

HRUHLEDRDFEF. DCT750RURELY Tt IEb RDZE

B, HRURNRV I LERT TREFE L, T Rl

The DCT75 is applicable for both through holes and blind THIGTH) ores .iiiia TH LGTH < 2
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.

Q. OFICKELFHEMDO DGO ET, TIFIVRTRBCEHAICTETTH?

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

—ROBERVICERATERLSIZRIFLTHIE A E=HERD EE< b
A I e

UEBRICAT<BBIBBENGUET, SHHER £41 SR (C 075)

a)ﬁl@ﬂ‘; ﬁy* (a]n] [t_ D-I- /,‘IJ h ‘E“jo Wlderthan thread diameter +1.5mm
CTE (@B ES) ZCREDL . DEVEHET ~ vz
Z_’C (A o (C __I-/fb DCT75 G):HJIE%:E'J:%(L- %% [Jaf g') Thread diameter

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).

e

A e

|
!
|
!
|
!
T

e 12 kil

i Standard tool
Example on special tool

HRUOTEER

Hole entry surface of internal thread

»

SHRUOTICEISY NGB8
FUYIRRGBZOTICEUE
TTEIFL
HECKERERENELD)
The digital Indicator cannot be pressed
against the hole entry because there is a
counterbore at the entry of the internal

thread.
(may cause inaccuracy in judgment)

T e )
INA R R 5 (K% a)

Height Master (Special tool)

REm Hhm
Standard tool Special tool

$HRUOTELER

Hole entry surface of internal thread

»

HRUNEARIRDI&
_“““9)IJ§T%57EEITEIJ$ LE
TTERL

Due to the thin-walled internal thread,
the digital Indicator cannot be pressed
against the hole entry.

e —

N MYRY ($55%m)

Height Master (Special tool)




Q.DCT751F. DRUDESEFHEICEZ X ITH ?

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

HRUDETHEICHEATET A, DCT75EEAV Y RIIVARMBIEY—ILTT, HRUDEEHEICIF
RUT—IZFEATEN,

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 ¥IEHERDISFHEMEE ?

How reliable is the judgment result?

0.02mmMLARZBELTCVE T GHER. N MRIICKI>THERRZ LFESEZTEHTFETT) -
REWECEERILIF. BRIBREICHULT—EDREZIFD LTI, DCT75TIREVRUDHEHNL0.005mm
PATORETT (DRUDMEPKRICI>TRNSYFNRELBBRFENHIET) .

It is assumed within £0.02 mm (it is possible to raise and lower the judgment result by the calculation formula and height master).
The important thing in diameter correction is to obtain a constant numerical value for a certain standard. Repeated judgment is possible within
=+ 0.005 mm with the DCT75 (variations may increase depending on the material and condition of the internal thread).

QARXEVAXRARHDOIITH ?

Do you have a tool for large thread diameter?

A M24#Z . UTEZDRBEY A XF. NYRILHERROBHRBTHIGLTBIE T,
il SHERTTH/HVGDETRSL,

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

5% mE

Example on special tool

KERTTANRIEDFT,

Usage is different.

19 Ukﬁﬁgﬁ@%a— Eiﬂ\u D % II:H m%f@ﬁu Sample conversion table

Measure and calculate the height from the end surface of thread . gt 5 = —
g fa U AliE EEREIC
AIERE (H) X9 BfE

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

o
_—

Omm +0.253
Approx. 17mm Tmm +0.233
2mm +0.213
Approx. 2mm
H
i A
| 17mm -0.088
1 18mm -0.108
! -0.128

% ] 19mm
\ —/%1/50 B
Taper TRHICHERZEHUET

The conversion table is indicated on the
specification drawing
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Z IJ‘y F E , llm {%*ﬁE “J _}ll Diameter Correction Tool for Thread Mills

DCT75

THLGTH

—

i & EDCON

TiN ‘Frrrr
DU@E%E :M-MJ Bifii:mm  Unit:mm
Y—JUNo. 226y RUE | EOTEOZUBRURS(mm) | /\2 RILE T—I /A YRS = RS
EDP No. Thread Size THLGTH Measurable Depth (mm) in Blind Hole DCON Taper Height Master Recommended | Stock (Yen)
9342019 M6 X 1 6.2 6.2~ @10 Va5 29,400
9342020 M8 X 1.25 7.3 7.3~ @10 Yas 30,000
9342021 M8 X 1 6.2 6.2~ ®10 Yas 29,200
9342022 M10 X 1.5 8.3 8.3~ ¢10 Va5 @ 30,600
9342023 M10 X 1.25 7.3 7.3~ @10 Va5 @ D 29,200
9342024 M10 X 1 6.2 6.2~ @10 Yas @ 30,600
9342025 M12 X 1.75 9.7 9.7~ @12 Va5 @ 31,200
9342026 M14 X 1.5 8.7 8.7~ 14 Va5 @ 32,600
9342027 M16 X 1.5 8.7 8.7~ ®16 a5 @ 33,400

. BHIBEE D AIE TR FIRBRELCHBDEIDT, 4H,6HJIST JISTICH
COFRFEATEETI,
2. YRUDIEFDNRDIZEF. DCT75DRURELDE. YPRURHRVTE
ZCHERTEL,
3. HRUICHEVE+1.5mm(CO.75) BADHEED - E<DOHHDIHEE. /\ A b RXY
DEENBEICEDT T, BEANBHVEHLETEL,

RUDIERE: U UNJ

D=#Z#7fE& D=Standard stock item

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

2.Ifthe 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.

BT :mm  Unit:mm

Y—JUNo. 206) QUK | LONEOZUERUES(mm) |\ RILEZE 2 AN )\ YRS £ IRAEfHAS
EDP No. Thread Size THLGTH Measurable Depth (mm) in Blind Hole DCON Taper Height Master Recommended | Stock (Yen)
9342028 V4 - 20 UNC 7 7~ ®10 Yas 28,600
9342029 Va4 - 28 UNF 5 5~ ®10 Yas 28,600
9342030 %he - 18 UNC 7.8 7~ ®10 Vas 28,800
9342031 3he - 24 UNF 7 = @10 a5 29,200
9342032 5416 - 32 UNEF 5 5~ ¢10 Yas 34,600
9342033 3 - 16 UNC 8.8 8.8~ ®10 Yas @ D 29,200
9342034 38 - 24 UNF 7 7~ @10 Vas @ 30,600
9342035 746 - 14 UNC 10 10~ ®12 a5 @ 30,600
9342036 746 - 20 UNF 7 7~ ®12 Yas @ 30,600
9342037 2 - 13 UNC 10.8 10.8~ ¢13 Yas @ 30,800
9342038 12 - 20 UNF 7 7~ ®13 Va5 @ 30,800

. 2BREDAERRLEHEIRREZLTHDEIDT. BBICHIDEXERATTEETT,

2. HRUHIEEDNDIBEF. DCT75DRUREDH. HDRURNRVNCEZTHETEL,

3. HRUICHEVE+1.5mm(CO.75) ADEED - EE<OHHDIBE. /\1 ~IX5D
BENMECKEDET, BEEMNSELGDETEL,

RUOE : R(PT)

D=12%#£7#£EH D=Standard stock item

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

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

3.The selection of the Height Master is required if the nominal diameter of the
internal thread has a chamfer or counterbore over 1.5mm. Please consult with
your local sales representative.

BT :mm  Unit:mm

Y—)UNo. 226y RQUR I\ RIVER T—I #E)\A FYRS = R4
EDP No. Thread Size THLGTH DCON Taper Height Master Recommended Stock (Yen)
9342039 R (PT) Yie 6.01 @10 Yie ® 35,000
9342040 R (PT) % 6.01 ®10 Yie ® D 36,600
9342041 R (PT) V4 9.02 @14 Yie ® 36,600
9342042 R (PT) 34 9.36 @17 Yie ® 39,800

1. YRUDHEEFRRU. PTRUEA—TIDT, EE5[CHEMATET.

2. DCT75DRUER. 1D REFMRIEPTHRUAT —/INTS IS — I ZER U IRERE
EIESTHBOF TN, EWRERZEFEDCT75F Y IFIVIRBELESOTHEOFT,

3. HRUICESOHN G BHE. RIFFHHARDRU S —I TEEHEZ LTV DHEI.
EEANBEAVEDE TS,

BARBONLAETT. HHEXFTBRLEDETEL.

53)

D=1Z#7fEf D=Standard stock item

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

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

3.In the case where there is a counterbore in the internal thread or if you need to
make a pass / fail judgment with a special thread gauge, please consult with your
local sales representative.

Special tool available. Please contact your sales representative for details.

s




B 5"/9”}%5‘%& Digital Indicator Efi:mm Unit:mm

Y—JUNo. A1 X AY—THE | AU=T7& | mT—/\ R R4
EDP No. Applicable Size Sleeve Dia. Sleeve Hole Dia. | Applicable Taper | Stock (Yen)
M6 ~ M16
1
9342052 U% ~ ®»23.5 ®$17.5 Yas D 85,000
9342053 R (PT) %ie ~ 3% $23.5 $17.5 Yis 85,000

D=12#7f[Ef D=Standard stock item
1.HRUDOHRE. AU—THER. NEETHERD L. 12 1. After confirming the shape of the internal thread, the sleeve’s

CORICHRULETSNZHRD CHREE TV (P.818HR) outer diameter and the hole diameter, please confirm the
2FIFIEIE. SYRIARTIRFvIA I T—F%{E shape of the internal thread’s entrance where the sleeve is fitted

BALTHD. DCT75ERTOISL%EEY SUCIREET against.

HELE T, 2.The digital unit uses the Digimatic Indicator manufactured by

Mitutoyo, paired with programs exclusively made for the DCT75.

¥ DCT75RU/\A MY RYZHF Y NTHBATEL, #%Please be sure to purchase the DCT75 and the Height
Master as a set.

AU—TTYR

X L Sleeve Hole Dia.
B EESET
Sleeve Dia.
. ’\’f I‘?Zg Height Master BfiI :mm  Unit:mm
EDP No. Size Stock (Yen)
® 9342043 28 10,900
® 9342044 28.25 10,900
® 9342045 28.5 10,900
- @ 9342046 28.75 10,900
® 9342047 29 D 10,900
® 9342048 29.25 10,900
@ 9342049 29.5 10,900
P16 9342050 29.75 10,900
® 9342051 30 10,900
D=1Z#£ 7 D=Standard stock item
1.#8 : 2F—)L 50 ~55HRC 1. Material : Steel 50 - 55 HRC
2. HEBFFEZE " £0.015 2.Tolerance of H: £0.015
%DCT75NUTIFIVRNBELT Y NCTEA Please be sure to purchase the DCT75 and the digital
&L, display unit as a set.

sjooj bunioddng
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Z IJ‘y F E , llm E*ﬁE “J _}ll Diameter Correction Tool for Thread Mills

Sleeve Dia.
-

GH HXE U 1q for 6H with scale

—JUNo. 1224y R[UE LEDTREEDAER LIRS (mm) AYU—THE £E IREE(TAE
EDP No. Thread Size THLGTH Measurable Depth (mm) in Blind Hole Sleeve Dia. Stock (Yen)
9342000 M6 X 1 - 1.5D 9 9 ~ @13 50,000
9342001 M8 X 1.25 - 1.5D 12 12 ~ @13 51,000
9342002 M8 X 1 - 1.5D 12 12 ~ ®13 49,600
9342003 M10 X 1.5 - 1.2D 12 12 ~ ®15 51,600
9342004 M10 X 1 - 1.2D 12 12 ~ @15 51,600
9342005 M12 X 1.75 - 1.2D 14.4 144 ~ o117 53,000
9342006 M12 X 15 - 1.2D 14.4 144 ~ o117 52,000
9342007 M12 X 1.25 - 1.2D 14.4 144 ~ ®17 53,000
9342008 M14 X 2 - 1.2D 16.8 16.8 ~ @19 D 55,600
9342009 M14 X 1.5 - 1.2D 16.8 16.8 ~ @19 55,000
9342010 M14 X 1 - 1.2D 16.8 16.8 ~ ®19 59,600
9342011 M16 X 2 -1 D 16 16 ~ @21 59,000
9342012 M16 X 15 -1 D 16 16 ~ ®21 56,800
9342013 M18 X 25 -1 D 18 18 ~ ®23 63,400
9342014 M18 X 15 -1 D 18 18 ~ @23 59,600
9342015 M20 X 25 -1 D 20 20 ~ ®25 69,000
9342016 M20 X 15 -1 D 20 20 ~ ®25 63,400
9342017 M24 X 3 -1 D 24 24 ~ ®29 80,600
D=#Z#£7fE& D=Standard stock item
1. EUR+TmMmEBZDOEND DG BIHE. AU—THERUTOESDOH G BIHEE. 1.Customization is required for chamfer exceeding thread size+1mm and
BFHRmMILICIEDE T, counterboring applications with a diameter less than the scale sleeve.
2. 5H. 2k, 1#k$RUICHEATETT, 2. Accommodates 5H, 2 and 1 classes of fit.
3. HRUHIEFDINDFEEIF. DCTORURLD B, HRURMHEWVWT EZTHR 3. If the internal thread is a blind hole, please confirm that the internal thread
TEL. length is longer than the screw length of the DCT.

SBRAXEUT (o35 with scale

Y—JUNo. 1224y fRUR LEDNEDHER LIRS (mm) AU—THE 1EE TRAE( A
EDP No. Thread Size THLGTH Measurable Depth (mm) in Blind Hole Sleeve Dia. Stock (Yen)
9342018 5h6- 24UNJF - 1.5D 11.9 119 ~ ®13 D 70,000
D=#Z#7fE5F D=Standard stock item
1. FUR+TmMmEZDERD DG ZHE. RU—THEUTOESDHGHDBE(F. 1. Customization is required for chamfer exceeding thread size+1Tmm and
FAREAIBICEDE T, counterboring applications with a diameter less than the scale sleeve.
2. HRUHLEFEDRDEBEEIF. DCTORUERELDE. HRAURHERVLIEZTHER 2.Ifthe internal thread is a blind hole, please confirm that the internal thread
TEL. length is longer than the screw length of the DCT.




;ﬁ“ E Ei Measuring Method

FRHEY—IZERUIAH, LEF>IERBDAVU—-TJICHDSAVEBETORTIOENRE
HELTDCEDTEF I (AVY RS IVINTERMOEORBIECERTS)

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).
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HRUIC - U DiHEIC
EMIEY—ILH = oy AU—=TEHT
EF3ECHRET - A—=TIEDNTWVD
RCIAD ML N CEET S
Insert the DCT into the — Release the reading

% § thread. Turn the tool sleeve so that it
until it has reached touches the top of the
the deepest position. thread. Fix the bolt by

screwing it tight.

HRUDSREED

Turn the tool in

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

iD FEEY—IL7%

XAEBEERTI, HBRUDEEHERRFRS—IZSHEATEL,
HEARBICKOTIFHRBNIEATELIVEEGHNTETNET,

* 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

Z:N 1t
T442-8543 BHIRE)|HAES E=T B22&i#th TEL(0533)82-1111
E-mail : cs-inffo@osg.co.jp Web : https://www.osg.co.jp/

International Headquarters
3-22 Honnogahara, Toyokawa, Aichi, 442-8543, JAPAN
TEL : +81-533-82-1118 FAX: +81-533-82-1136

EREBESRED
T 143-0025 RREAHXmAFIA3-25-4 TEL(03)5709-4501
FHERESRER
T465-0058 EAREEEMNRRXERM1-9 TEL(052)703-6131
FEERESRED

T550-0013 KIRFFAMRMIAXFHEI2-4-2 4055 TEL(06)6538-3880

(TEo&ifMmESERIE - >: 1=5—vavdLriL
tH#%A.

0120-41 5981

[55a5-957 ] 0533-82-1134 [55355-vavema hp-info@osg.cojp
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TEL (022) 390-9701
TEL (024) 991-7485
TEL (025) 286-9503
TEL (0268) 28-7381
TEL (0266) 58-0152
TEL (0270) 40-5855
TEL (028) 651-2720
TEL (042) 645-5406
TEL (029) 354-7017
TEL (03) 5709-4501
TEL (046) 230-5030
TEL (054) 283-6651
TEL (053) 461-1121
TEL (0533) 82-1145
TEL (0566) 77-2366
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TEL (052) 703-6131
TEL (058) 259-6055
TEL (0533) 82-1145
TEL (0594) 26-0416
TEL (076) 268-0830
TEL (077) 553-2012
TEL (0B) 4308-3411
TEL (078) 927-8212
TEL (086) 241-0411
TEL (087) 868-4003
TEL (082) 507-1227
TEL (092) 504-1211
TEL (093) 435-3655
TEL (096) 386-5120

/N BECBENWERE L DIT

« TEZSEAT 263, BT 2RRNDIDT, HIFN/\— - (REIRS - REWNSEEALTTEL,
 UINFTBRFTRSIENT FEL.

+ 51D K FIFFRFTHSIENTTEL,

* TEOYINKEDEL Eo e SERZEHRIELTREL,

« BEE - RERBHNRELLS, BSICERZHRLELTREL.

* TEICEFZMRIFNTFEL.

« MIFIICTEDTERRET> T RS,

& Safe use of cutting tools

+ Use safety cover, safety glasses and safety shoes during operation.

+ Do not touch cutting edges with bare hands.

+ Do not touch cutting chips with bare hands. Chips will be hot after cutting.

« Stop cutting when the tool becomes dull.

« Stop cutting operation immediately if you hear any abnormal cutting sounds.

+ Do not modify tools.

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

OSGRERE

Copyright ©2016 OSG Corporation. All rights reserved.

+ "RICOVNTR, BICHR - MRZT>CTHBDEIDT. FEFL ALY OIEBHILRZ

BEIIHEHHDET,
« AEBBABORETER - BRZRCIT T,

A-LASi—-H%n=4t

Tool specifications are subject to change without notice.
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