M 4 Flutes Thread Mill for Dental Implants (Three Thread)
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@ 3] ﬁ - ﬁ s « Thread Mill for Titanium, Titanium alloy.
s + Rigid and powerful flutes design for inside hardening steel.
SR + Enhanced threading enables chip removal smoothly to reduce
Implants : possible brokage of tool inside hole.
+ The shape of tip reduces fraction and prevent tool bending.
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9|2 29 (Without coolant)

4IMTM 009 025 S03 M012 M1.2 0.25 4 B 0.9 0.95 2.5 3.3 4.3 40 3
4IMTM 0105 028 S03 M014 M1.4 0.3 4 3 1.05 1.1 2.8 3.5 5 40 3
4IMTM 012 033 S03 M016 M1.6 0.35 4 B 1.2 1.25 33 4.2 5.9 40 3
4IMTM 014 038 SO3 M018 M1.8 0.35 4 3 1.4 1.45 3.8 4.7 6.6 40 3
4IMTM 0154 039 S03 M2 M2 0.4 4 B 1.54 1.7 3.9 4.9 6.7 40 3
4IMTM 0196 048 S03 M025 M2.5 0.45 4 3 1.96 2 4.8 5.8 8.2 40 3
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DEE - + Thread Mill for Titanium, Titanium alloy.
. = s + Rigid and powerful flutes design for inside hardening steel.
+ Enhanced threading enables chip removal smoothly to reduce

Implants w possible brokage of tool inside hole.
+ The shape of tip reduces fraction and prevent tool bending.

Implants
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3IMTM 0057 023 S06 M008 MO0.8 0.2 B 3 0.57 2.3 50 6
3IMTM 0064 026 SO6 M009 MO0.9 0.225 3 3 0.64 2.6 50 6
4IMTM 0071 029 S06 M1 M1 0.25 4 3 0.71 2.9 50 6
4IMTM 0091 034 S06 M012 M1.2 0.25 4 3 0.91 3.4 50 6
4IMTM 0105 039 S06 M014 M1.4 0.3 4 3} 1.05 3.9 50 6
4IMTM 012 045 S06 M016 M1.6 0.35 4 3 1.2 4.5 50 6
4IMTM 014 050 S06 M018 M1.8 0.35 4 3 1.4 5 50 6
4IMTM 0154 056 S06 M2 M2 0.4 4 3 1.54 5.6 50 6
4IMTM 0184 063 S06 M023 M2.3 0.4 4 3 1.84 6.3 50 6
4IMTM 0198 069 S06 M025 M2.5 0.45 4 3 1.98 6.9 50 6
4IMTM 0208 071 S06 M026 M2.6 0.45 4 3} 2.08 7.1 50 6
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4IMTM Series

S237| Operating Cycle

N2 912 2| A2 LpAF 22 ESIE B (Y » 234 NEAIHo=
EEH 2x20l& sE Threading Chamfer* 2x20lE E0(7}7|
Start point. Move to helical UYHE Position Return to
Position starting position Entry curve at center of hole start point
at center of hole for thread milling
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LlA/ 5/ y 17 17 E’ l” 2|3 EF AL QI3 LIA] 214 Thread diameter to use heli coil type.

fFLimto] A|E LIAIZ| A (efolof Z2|gf)_ UNC 2|0/ (mm) HE LIAF2IZ (2to]o] =2 %)
SIZE TRE B ma SIZE CMM
NO. 2 56 0.1092 2.7737 M2 x0.4 2.520
NO. 3 48 0.1261 3.2029 M2.2 x 0.45 2.785
NO. 4 40 0.1445 3.6703 M2.5x0.45 3.085
NO. 5 40 0.1575 4.0005 M3x0.5 3.650
NO. 6 32 0.1786 4.5364 M3.5x 0.6 4.279
NO. 8 32 0.2046 5.1968 M4 x0.7 4.909
NO. 10 24 0.2441 6.2001 M5x 0.8 6.039
NO. 12 24 0.2701 6.8605 M6 x 1.0 7.299
1/4 20 0.315 8.001 M7 x 1.0 8.299
5/16 18 0.3847 9.7714 M8x 1.0 9.299
3/8 16 0.4562 11.5875 M8 x 1.25 9.624
7/16 14 0.5303 13.4696 M9 x 1.25 10.624
1/2 13 0.5999 15.2375 M10x 1.25 11.624
9/16 12 0.6708 17.0383 M10x 1.5 11.949
5/8 il 0.7431 18.8747 M11x1.5 12.949
3/4 10 0.8799 22.3495 M12x1.25 13.624
7/8 9 1.0193 25.8902 M12x 1.5 14.131
1 8 1.1624 29.525 M12x1.75 14.273
11/8 7 1.3106 33.2892 M14x1.5 15.949
11/4 7 1.4356 36.4642 M14x2.0 16.598
13/8 6 1.5914 40.4216 M16x 1.5 17.949
11/2 6 1.7164 43.5966 M16x 2.0 18.598
QLIto] A% LA (o]0} Z#2)_ UNF S g
SIZE TerBinh s M18x2.5 21.248
M20x 1.5 21.949
NO. 3 56 0.1092 2.7737 M20 x 2.0 22.508
NO. 4 48 0.1261 3.2029 M20 x 2.5 23.248
NO. 5 44 0.1445 3.6703 M22x 1.5 23.949
NO. 6 40 0.1575 4.0005 M22 x 2.0 24.5908
NO. 8 36 0.1786 4.5364 M22 x 2.5 25.248
NO.10 32 0.2046 5.1968 M24 x 2.0 26.598
1/4 28 0.2441 6.2001 M24 x 3.0 27.897
5/16 24 0.2701 6.8605 M27 x 3.0 30.897
3/8 24 0.315 8.001 M30x 3.5 34.547
7/16 20 0.3847 9.7714 M33x3.5 37.547
1/2 20 0.4562 11.5875 M36 x 4.0 41.196
9/16 18 0.5303 13.4696
5/8 18 0.5999 15.2375
3/4 16 0.6708 17.0383
7/8 14 0.7431 18.8747
1 12 0.8799 22.3495
1% 12 1.0193 25.8902
1% 12 1.1624 29.525
1% 12 1.3106 33.2892
1% 12 1.4356 36.4642
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_,Z_E’ g ’—'/‘5 ﬂﬂ Recommended Cutting Conditions

4ETM(R)

ARy Y20lE AHQI3AZ ga2/3712 nk: 1=/
Work Material Aluminum Stainless Steel Alloy Steel/ Tool Steel Hardened Steels
4 Hardness ~30HRC 35 ~40HRC
24 Diameter V/C FZ V/C FZ V/C FZ V/C FZ
32~ @3 0.03~0.04 0.015 ~ 0.025 0.01~0.02 0.005 ~ 0.01
23~ g4 0.03 ~0.04 0.015 ~ 0.025 0.01 ~0.02 0.005 ~ 0.01
24~ @5 0.03~0.04 0.015 ~ 0.025 0.01~0.02 0.005 ~ 0.01
26~ @8 100~ 130 0.04 ~ 0.05 70 ~ 80 0.025 ~ 0.035 50~70 0.02 ~0.03 45~ 55 0.01 ~0.015
28~ 210 0.04 ~ 0.05 0.03 ~0.04 0.02 ~0.03 0.01 ~0.015
210~ @11 0.05 ~ 0.06 0.03 ~0.04 0.02 ~0.03 0.015~0.02
211~912 0.06 ~ 0.07 0.04 ~ 0.05 0.03 ~0.04 0.02 ~ 0.025
AR 2205 oAy ElEts
Work Material Aluminum Work Material Titanium Alloys
22 Diameter V/C FZ TAP V/C FZ
21~@2 0.03~0.04 MO0.8 ~ M1 0.005 ~ 0.01
82~ @3 0.03~0.04 M1 ~ M2 20~80 0.005 ~ 0.01
23~ g4 0.03~0.04 M 2.5 0.01~0.02
24~ @5 90 ~ 130 0.04 ~0.05
26~ @8 0.04 ~0.05
28~ 210 0.06 ~ 0.07
211~213 0.06 ~ 0.07
oAby L20lE A0l AZ 1ZEZ 1Z3eZ
Work Material Aluminum Stainless Steel Hardened Steels Hardened Steels
4 Hardness 35~45HRC 45 ~ 58 HRC
TAP V/C FZ v/C FZ v/C FZ V/C Fz
~ @1 0.02~0.34 0.005 ~ 0.01 0.005 ~ 0.01 0.005 ~ 0.01
21~¢@2 0.02~0.34 0.005 ~ 0.01 0.005 ~ 0.01 0.005 ~ 0.01
22~ @3 100 ~ 130 0.02~0.34 70~ 85 0.005 ~ 0.01 50~ 70 0.01~0.02 45~ 55 0.01~0.02
24~ g6 0.04 ~ 0.05 0.01~0.02 0.01 ~0.02 0.01~0.02
26~ @8 0.04 ~0.05 0.01~0.02 0.02 ~0.03 0.02 ~0.03
28~ 210 0.05 ~ 0.06 0.02 ~0.03 0.02 ~0.03 0.02 ~0.03
A 2205 Aol AZ 13z 13z
Work Material Aluminum Stainless Steel Hardened Steels Hardened Steels
4E Hardness 35~ 45HRC 45 ~ 58 HRC
TAP V/C FZ V/C FzZ V/C FZ V/C FzZ
~ol 0.03~0.04 0.01 ~0.02 0.01 ~0.02 0.008 ~ 0.01
21~92 0.03~0.04 0.01~0.02 0.01 ~0.02 0.008 ~ 0.01
22~ @3 0.03~0.04 0.01~0.02 0.01~0.02 0.01~0.02
24~ @6 100~ 130 0.04 ~0.05 70 ~ 85 0.02 ~0.03 50~70 0.01~0.02 45~55 0.01~0.02
26~ g8 0.05 ~ 0.06 0.03 ~ 0.04 0.02 ~0.03 0.02~0.03
28~ 210 0.06 ~0.07 0.05 ~ 0.06 0.02 ~0.03 0.02 ~0.03
210~ @12 0.06 ~ 0.07 0.05 ~ 0.06 0.03~0.04 0.03~0.04
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Using shrink-fit chuck with great holding power is recommeded.

When the tool approaches the work material, reduce the feed by 50%.

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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