4 Flutes Multi-functional Thread Mills for Aluminum (L Rotation)
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Thread Mills for Aluminum, Aluminum alloys, non-ferrous and non-
metalic materials

With one 4ETM tool, it's available for drilling, threading and chamfering all together.
Pre-drilling for tapping is no longer needed.

It can also be used on blocked holes, penetrating holes, and sloping curved surfaces
as multi-function tool.

+ If the diameter of hole is longer than 2D without pre-drilled hole, use the tool with
coolant for the better chip emission.

It can be used for heli coil threading.

The main direction of tool rotation is left-handed (M4) and the direction of

(5 FiTAc 1 50 . L p = v threading is right-handed.
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4ETMA 0105 033 S04 M014 M1.4 0.3 4 2 0.61 0.95 1.05 3.3 0.17 45 4
AETMA 0105 040 S04 M014 M1.4 0.3 4 2 0.61 0.95  1.05 4 0.17 45 4
4ETMA 012 037 S04 M016 M1.6~M1.8 0.35 4 2 065 1.04 1.2 3.7 0195 45 4
4ETMA 012 045 S04 M016 M1.6~M1.8 0.35 4 2 0.65 1.04 1.2 4.5 0.195 45 4
4ETMA 0155 045 S04 M2 M2 0.4 4 2 0.94 1.4 | 155 | 45 0.23 45 4
4ETMA 0155 055 S04 M2 M2 0.4 4 2 0.94 14 | 155 55 0.23 45 4
4ETMA 020 055 S04 M025 M2.5~M2.6 0.45 4 2 1.16  1.85 2 5.5 0345 45 4
4ETMA 020 0675 S04 M025 M2.5~M2.6 0.45 4 2 1.16 | 1.85 2 6.75 | 0.345 | 45 4
4ETMA 024 070 S06 M3 M3 0.5 4 2 137 217 | 24 7 0.4 60 6
4ETMA 024 085 S06 M3 M3 0.5 4 2 137 217 | 24 8.5 0.4 60 6
4ETMA 032 092 S06 M4 M4 0.7 4 2 1.74 2.88 3.2 9.2 0.57 60 6
4ETMA 032 112 S06 M4 M4 0.7 4 2 1.74 288 3.2 11.2 | 057 60 6
4ETMA 039 115 S06 M5 M5 0.8 4 2 2.21 3.61 3.9 11.5 0.7 60 6
4ETMA 039 144 S06 M5 M5 0.8 4 2 2.21 3.61 3.9 14.4 0.7 60 6
AETMA 047 140 S06 M6 M6~M9 1 4 2 2.82 4.4 4.7 14 0.79 60 6
4AETMA 047 170 S06 M6 M6~M9 1 4 2 2.82 4.4 4.7 17 0.79 60 6
4ETMA 061 180 S08 M8 M8~M12 1.25 4 2 4 5.8 6.1 18 0.9 65 8
4AETMA 061 220 S08 M8 M8~M12 1.25 4 2 4 5.8 6.1 22 0.9 65 8
4ETMA 078 230 S08 M10 M10~M15 1.5 4 2 5.16 7.4 7.8 23 1.12 65 8
4ETMA 078 280 SO8 M10 M10~M15 1.5 4 2 5.16 7.4 7.8 28 1.12 65 8
4AETMA 090 260 S10 M12 M12 1.75 4 2 6.2 8.6 9 26 1.2 80 10
4AETMA 090 330 S10 M12 M12 1.75 4 2 6.2 8.6 9 33 1.2 80 10
4ETMA 118350 S12 M16 M16~M23 2 4 2 7.4 11.4 | 11.8 35 2 100 12
4ETMA 118430 S12M16 M16~M23 2 4 2 7.4 11.4 118 43 2 100 12
5 S8 (With coolant)

4ETMA 047 140 S06 M6C M6~M9 1 4 2 2.82 4.4 4.7 14 0.79 60 6
4ETMA 047 170 S06 M6C M6~M9 1 4 2 2.82 4.4 4.7 17 0.79 60 6
4ETMA 061 180 S08 M8C M8~M12 1.25 4 2 4 5.8 6.1 18 0.9 65 8
4ETMA 061 220 S08 M8C M8~M12 1.25 4 2 4 5.8 6.1 22 0.9 65 8
4ETMA 078 230 S08 M10C M10~M15 1.5 4 2 5.16 7.4 7.8 23 1.12 65 8
4ETMA 078 280 S08 M10C M10~M15 1.5 4 2 5.16 7.4 7.8 28 1.12 65 8
4ETMA 090 260 S10 M12C M12 1.75 4 2 6.2 8.6 9 26 1.2 80 10
4ETMA 090 330 S10 M12C M12 1.75 4 2 6.2 8.6 9 33 1.2 80 10
4ETMA 118 350 S12 M16C M16~M23 2 4 2 7.4 11.4 11.8 35 2 100 12

4ETMA 118 430 S12 M16C M16~M23 2 4 2 7.4 114 | 11.8 43 2 100 12 -
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4 Flutes Multi-functional Thread Mills for Aluminum (L Rotation)

4 2205 HE LIS #HESY (F5H)

American UN Sl Unit: mm

Q2E/d (Without coolant)

4ETMA 021 072 S06 No.4, No.5 40 4 2 1 1.76 2.1 7.2 0.38 60 6
4ETMA 021 088 S06 No.4, No.5 40 4 2 1 1.76 | 2.1 8.8 0.38 60 6
4ETMA 026 086 S06 No.6, No.8 32 4 2 132 221 26 8.6 0.45 60 6
4ETMA 026 105 S06 No.6, No.8 32 4 2 132 | 221 26 105 @ 045 60 6
4ETMA 030 100 S06 No.8 No.10 32 4 2 1.42 2.62 3 10 0.6 60 6
4ETMA 030 122 S06 No.8 No.10 32 4 2 142 | 2.62 3 12.2 0.6 60 6
4ETMA 035 114 S06 No.10, No.12 24 4 2 158 | 318 35 114 08 60 6
AETMA 048 145 S06 1/4" 20 4 2 269 429 48 | 145 0.8 60 6
4ETMA 048 180 S06 1/4" 20 4 2 2.69 4.29 4.8 18 0.8 60 6
4ETMA 050 144 S06 1/4" 28 4 2 32 458 5 14.4  0.69 60 6
4ETMA 050 178 S06 1/4" 28 4 2 32 | 458 5 17.8  0.69 60 6
eS| (With coolant)

4ETMA 048 145 S08C 1/4" 20 4 2 269 | 429 48 @ 145 0.8 65 6
4ETMA 048 180 S08C 1/4" 20 4 2 269 429 48 18 0.8 65 6
4ETMA 050 144 S08C 1/4" 28 4 2 3.2 4.58 5 14.4 | 0.69 65 8
4ETMA 050 178 SO8C 1/4" 28 4 2 3.2 4.58 5 17.8 | 0.69 65 8
4ETMA 065 176 SO8C 5/167,3/8" 24 4 2 434 602 65 176  0.85 65 8
4ETMA 065 218 S08C 5/167,3/8" | 24 4 2 434 | 602 65 218 085 65 8
4ETMA 067 260 S08C 3/8" 16 4 2 398 618 6.7 26 1.1 65 8
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T 27 Recommended Cutting Conditions

4ETM(R)

FZEY[EHA/EZY

o4 a20js 3 AB[I2AZ #a2/z251E
Workl &ﬂerial Aluminum alloys Stainless steels Struaurz;l(.;srgeye 'jaéﬁ?gﬁ‘;” Steels Alloy Steels / Pre-hardened Steels
AL7075 SUS304 / SUS316 SS/SC/FC NAK80/KP4M
4 Hardness ~30HRc 40 ~ 45HRc
TAP v/C FZ v/C FZ v/C FzZ v/C FZ
M3 0.02~0.03 0.01~0.015 0.01~0.015 0.005 ~ 0.01
M4 0.02 ~0.03 0.01 ~0.015 0.01 ~0.015 0.005 ~ 0.01
M5 0.02 ~0.03 0.01~0.015 0.01~0.015 0.005 ~ 0.01
M6 0.03 ~0.04 0.015~0.02 0.015~0.02 0.01~0.015
70 ~ 80 60 ~70 45~55
M8 0.03 ~0.04 0.015~0.02 0.015~0.02 0.01~0.015
M10 0.04 ~0.05 0.015~0.02 0.015~0.02 0.015~0.02
M12 0.04 ~0.05 0.015~0.02 0.015~0.02 0.015~0.02
M16~M23 0.05 ~ 0.07 0.025 ~ 0.03 0.025 ~ 0.03 0.015 ~0.02

2DTM 4IMTM

o=q)E 32 s L
& P HZE34 A EIEMs 312
AR Aluminum alloys =07 oA |Ebs &3

Work Material AL7075 Non-ferrous metal Work Material Titanium Alloys
TAP v/C FZ v/C FZ TAP v/C FZ
M3 0.03~0.04 0.03~0.04 MO0.8 ~ M1 0.005~0.01
M4 0.03~0.04 0.03~0.04 M1 ~ M2 20 ~ 60 0.005~0.01
M5 0.03~0.04 0.03~0.04 M2.5 0.005 ~0.01
Mé 0.04 ~0.05 250~300  0.04~0.05 M2.6 0.005 ~ 0.01
M8 0.04 ~0.05 0.04 ~0.05
M10 0.05~0.06 0.05~0.06
M12 0.06 ~0.07 0.06 ~0.07
M16 0.06 ~ 0.07 0.06 ~ 0.07
DA AB[I2AZ BT/ A2 T283/HL3/57 7%/ 382
Work Material Stainless steels Mild Steels / Free cutting steels 5”“““'7'5:;51/3 tci?z;lrjxgn Steels Tool steels / Mold steels
SUS304 / SUS316 HP/SM SS/SC/FC SCM / HPM
4K Hardness ~ 200HB ~ 30HRc 30 ~ 40HRc
TAP FZ v/C FZ FZ v/C FZ
Tr8, Tr9 0.02~0.03 0.02 ~0.03 0.01~0.02 0.01~0.02
Tr10, Tr11 0.02~0.03 0.02 ~0.03 0.01~0.02 0.01~0.02
Tr12,Tr14 0.03~0.04 0.03~0.04 0.02~0.03 0.02 ~0.03
Tr12 0.03~0.04 0.03 ~0.04 0.02 ~0.03 0.02 ~0.03
60~70 50 ~ 60 40~ 50
Tr14, Tr22 0.03~0.04 0.03~0.04 0.02~0.03 0.02 ~0.03
Tr16, Tr18, Tr20 0.03~0.04 0.03~0.04 0.02~0.03 0.02 ~0.03
Tr22,Tr24, Tr26 0.03~0.04 0.03~0.04 0.02~0.03 0.02~0.03

- TFE0| B2 WS H RS 2 BLIL

+ BYLAE 93t HSEE M7, 37 1Y Al fl (mm/tooth) 7IEQE LIAPLS O1STHE| 50% 4Z02 L3 FAAL.
+ 47| HMZAS M 4300 HTBA 71 B4, 718 B, HE 7o) t2t 2247 2 BLIC,

« EMALYL QIR SRY 2HUE ASS FHFLCL

+ 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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