4 Flutes Pipe Taper Thread Mill for Aluminum
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+ Thread mill for Aluminum, Aluminum alloy, non-ferrous, and
non-metallic materials.
Effective cooling water supply is possible with coolant.
With coolant, it removes chip sticking.

Using taper endmill is recommended to reduce cutting wear.
Both right and left threading are available.
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9|2 223 (Without coolant)

NEw 4NPTMA 059 098 S06 1/16~,1/8” 27 4 10 5.9 9.8 60 6
NEw 4NPTMA 0765 098 S08 1/8” 27 4 10 7.65 9.8 60 8
NEw 4NPTMA 099 147 S10 1/47,3/8~ 18 4 10 9.9 14.7 70 10
NEw 4NPTMA 1115147 S12 3/8” 18 4 10 11.15 14.7 70 12
NEw 4NPTMA 1425 189516 1/27,3/4" 14 4 10 14.25 18.9 90 16
NEw 4NPTMA 160 275516 1"11/4",11/2",2" 1 4 12 16 27.5 105 16
L& S8 (With coolant)
4ANPTMA 059 098 S06C 1/167,1/8” 27 4 10 5.9 9.8 60 6
4ANPTMA 0765 098 S08C 1/8~ 27 4 10 7.65 9.8 60 8
4ANPTMA 099 147 S10C 1/47,3/8" 18 4 10 9.9 14.7 70 10
4ANPTMA 1115 147 S12C 3/8” 18 4 10 11.15 14.7 70 12
4ANPTMA 1425 189 S16C 1/27,3/4" 14 4 10 14.25 18.9 90 16
NEw 4NPTMA 160 275 S16C 1" 11/4"11/2", 2" 11 4 12 16 27.5 105 16

68 | < uTooL



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,
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* 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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