4 Flutes Multi-functional Thread Mills with One Thread

44 48 7l AHEL (LAY

HRC580|5t0] @22, Ta|stE, a2, Baz, 23 7}
60° D[E{LIAL / EEBLEAF/ SUITIO| LIAP7HE 22

477 3710| S EO| LIA IR0 AFRE 4 &Lt

= 2holoj| what LA ZJ0js ZICH7tE 4 UL

SiLtQ| LEAALO 2 M (0] CiQrat PITCHEL HIO|T LEA 7HE0| 7HSEHLICH,
QLA SILHA 2R10] B IRSTILIC,

82| T LA} 7120| 7S 3L},

0Kl

Machining of heat-treated steels pre-hardened steels, alloy steels,
carbon steels, and cast irons with HRc58 or below

Specifically designed for 60° metric threads, NPT threads, and UN threads.
Suitable for threading deep holes with small diameters.

Maximum thread depth can be achieved based on the profile.

Configured with a single tap, allowing for various PITCH and taper

threading operations.

Suitable for both right-hand and left-hand threading.

LEARS Zhoh + It can be used for heli coil threading.
* TiSIl_l-s 50 CUTTING
. Coatil Helix Angle Rotatlon DATA

ISO £43= [ American UN o9l Unit: mm

Q= 298 (Without coolant)

4MTM 0072 036 SO3 M1 x0.25 A 072 | 36 | 45 3
M1.4x0.25
AMTM 009 043 S03 M12x025  MIAX020 A 09 43 45 3
AMTM 0105 050 SO3 M1.4x0.3 A 105 5 45 3
M1.6x0.25
AMTM 0115031 S03 M1.6x0.35  M1.8x0.25 0-80 4 B 115 31 45 3
M2 x 0.25
M2 x 0.35
AMTM 012 057 S03 MI.6x035 o5 o 4 A 12 | 57 | 45 3
M2 x 0.4 M2x035  1-64  1-72
4MTM 014 037 SO3 M2.2x045 M22x0.35 @ 2-56 = 2-64 4 B 1437 45 3
AMTM 0155 071 S03 M2 x 0.4 4 A 155 71 45 3
M2.5x0.35 3-48  3-56
AMTM 019 052 S03 M2.5x045 | WEoXDSS STl 0 4 B 19 52 | 45 3
AMTM 020 090 SO03 M2.5x0.45 = M2.6x0.45 4 A 2 9 45 3
M3.5x 0.5
AMTM 0237 0106 S03 M3x0.5 VoD 4 A 237 106 45 3
M3x0.5 5-40  5-44
AMTM 0245 070 SO3 Maexog | M3Sx0s o 2 4 B 245 7 45 3
M4 x 0.7 8-32  8-36 )
AMTM 032 095 S06 e e Max05 loooa 1oy 1028 4 B 32 95 60 6
508 M5 x 0.5 10-36
AMTM 040 125 S06 N M5.5x05 | 12-24 12-28 10-40 4 B 4 | 125 60 6
X M5 x0.75 10-48
M10x 1.25
AMTM 065 166 S08 M8 x1.25  M12x1.25 4 B 65 166 60 8
M14x 1.25
M12x 1.5
AMTM 082208 510 M10 x1.5 | Midx15 4 B 82 208 70 10
M16x 1.5
M14x 1.75
AMTM 099 250510 M12 x1.75  M16x1.75 4 B 99 25 70 10
M18x 1.75
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4MTM

e ¥l #2 ABjOIH|AZ #3237/ Zajsi=z @HE| [ 2YE
HSA Aluminum alloys Stainless steels Alloy Steels / Pre-hardened Steels Heat-treated steels / Hardened Steels
Work Material AL7075 SUS304/SUS316 NAKSO / KP4M SKD11/ SKD61
& Hardness 40 ~ 45HRc 55 ~ 62HRc
TAP Vv/C FzZ v/C FzZ v/C FzZ v/C FzZ
M1 0.03 ~0.04 0.01~0.02 0.01~0.02 0.008 ~ 0.01
M2 0.03 ~0.04 0.01~0.02 0.01~0.02 0.008 ~ 0.01
M3 0.03~0.04 0.01~0.02 0.01~0.02 0.01~0.02
M4 0.04 ~0.05 0.02~0.03 0.01 ~0.02 0.01~0.02
M6 120~250 0.04 ~0.05 7085 0.02 ~0.03 5060 0.02~0.03 40~50 0.02~0.03
M8 0.05 ~ 0.06 0.03 ~0.04 0.02~0.03 0.02~0.03
M10 0.06 ~0.07 0.05 ~ 0.06 0.02~0.03 0.02~0.03
M12 0.06 ~ 0.07 0.05 ~ 0.06 0.03 ~ 0.04 0.03 ~ 0.04
A e20lE 5 LBl AZ a8/ =2l g2 / 13
HSA Aluminum alloys Stainless steels Alloy Steels / Pre-hardened Steels Heat-treated steels / Hardened Steels
Work Material AL7075 SUS304 / SUS316 NAK80 / KP4M SKD11 / SKD61
A& Hardness 40 ~ 45HRc 55 ~ 58HRc
TAP v/C FZ v/C FzZ v/C FzZ v/C FzZ
1/16/28C 0.04 ~0.05 0.02 ~0.03 0.02~0.03 0.02~0.03
1/4/19C 5 0.05~0.06 5 0.03 ~0.04 5 0.02~0.03 - 0.02 ~0.03
1/2/14C 120~ 250 0.06 ~0.07 7085 0.05~0.06 50~ 60 0.02~0.03 40~50 0.02~0.03
1"/11C 0.06 ~0.07 0.05 ~ 0.06 0.03~0.04 0.03 ~ 0.04
27 5 - -
A we0js 83 ABOIAZ o BCIEISIBTE 3%/ 22l
Work Material Aluminum alloys Stainless steels /Gray castirons Alloy Steels / Pre-hardened Steels
AL7075 SUS304 / SUS316 SS/SC/FC NAKS0 / KP4M
ZAE Hardness ~30HRc 40 ~ 45HRc
TAP v/C FZ v/C FzZ v/C FZ v/C FzZ
1/16/28C 0.03 ~0.04 0.02 ~0.03 0.01~0.02 0.01~0.02
1/4/19C 5 0.03 ~0.04 5 0.02 ~0.03 . 0.01~0.02 - 0.01~0.02
1/2/14C 120~150 0.05~0.06 7085 0.03 ~0.04 5065 0.02~0.03 40~50 0.02~0.03
1"/11C 0.05~0.06 0.03 ~0.04 0.02 ~0.03 0.02 ~0.03
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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%.

Internal and external coolants are recommended for milling.
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Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.





