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4 MM 4 Flutes Helix Nick Type Thread Mill for Aluminum
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Cke| Unit: mm
98 F93 (Without coolant)

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

W& F83 (With coolant)
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4NKTMA 045 120 S06 M6C M6 1 4 4.5 12 - 60 6
4NKTMA 045 160 S06 M6C M6 1 4 4.5 16 - 60 6
4NKTMA 048 180 S06 M6C M6 1 4 4.8 10.9 18 60 6
4NKTMA 060 175 S06 M8C M8 1.25 4 6 17.5 - 65 6
4NKTMA 060 200 S06 M8C M8 1.25 4 6 20 - 65 6
4NKTMA 065 240 S08 M8C M8 1.25 4 6.5 13.62 24 65 8
4NKTMA 075 210 S08 M10C M10 1.5 4 7.5 21 - 75 8
4NKTMA 075 270 S08 M10C M10 1.5 4 7.5 27 - 75 8
4NKTMA 082 300 S10 M10C M10 1.5 4 8.2 16.34 30 75 10
4NKTMA 095 245 S10 M12C M12 1.75 4 9.5 24.5 - 80 10
4NKTMA 095 315 S10 M12C M12 1.75 4 9.5 31.5 - 80 10
4NKTMA 099 360 S10 M12C M12 1.75 4 9.9 19.06 36 85 10
4NKTMA 100 280 S10 M14C M14 2 4 10 28 - 85 10
4NKTMA 100 360 S10 M14C M14 2 4 10 36 - 90 10
4NKTMA 116 420 S12 M14C M14 2 4 11.6 21.75 42 90 12
4NKTMA 120 320 S12 M16C M16 2 4 12 32 - 95 12
4NKTMA 120 400 S12 M16C M16 2 4 12 40 - 100 12
4NKTMA 136 480 S14 M16C M16 2 4 13.6 25.75 48 100 14
4NKTMA 140 400 S14 M18C M18 2.5 5 14 40 - 95 14
4NKTMA 140 450 S14 M18C M18 2.5 5 14 45 - 105 14
4NKTMA 160 400 S16 M20C M20 2.5 5 16 40 - 105 16
4NKTMA 160 500 S16 M20C M20 2.5 5 16 50 - 115 16
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4NK TM Cutting Condition

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

- HAAU.9E ZRY SUE ABS FHFLCL

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

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

* Internal and external coolants are recommended for milling.
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Your specials are our standards.
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