4 Flutes Multi-functional Thread Mills with One Thread for Aluminum
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' + Thread mills for aluminum, aluminum alloys, non-ferrous and

non-metalic materials.
Specifically designed for 60° metric threads, NPT threads, and UN threads.
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LA sllo:.- + 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.
P g Suitable for both right-hand and left-hand threading.
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A Type B Type

LEARA + It can be used for heli coil threading.
RTAC ° CUTTING
m . ROtatlon DATA
ISO £4%= [ American UN 9] Unit: mm

H 223 (Without coolant)

4MTMA 0072 036 SO3 M1 x 0.25 4 | A 072 ] 36 | 45 3
M1.4x0.25
AMTMA 009 043 S03 M1.2x0.25 e 02 4 A 09 43 45 3
AMTMA 0105 050 SO3 M1.4%0.3 4 A 105 5 45 3
M1.6x0.25
AMTMA 0115031 S03 M1.6x0.35 M1.8x0.25 0-80 4 B 115 3] 45 3
M2x0.25
M2 x 0.35
4MTMA 012 057 SO3 M16X0.35  y15 5 045 4 A | 12 | 57 | 45 3
M2 x 0.4 M2 x0.35 1-64  1-72
AMTMA 014037 SO3 M2.22045 | M22x035 | 256 | 26a 4 B 14 37 45 3
4MTMA 0155 071 S03 M2 x 0.4 4 A 155 71 45 3
M2.5x0.35 = 3-48  3-56
AMTMA 019 052 S03 M25x045 | EoXTSS S e 4 B 19 52 45 3
AMTMA 020 090 S03 M2.5x0.45 = M2.6x0.45 4 A 2 9 45 3
M3.5x0.5
AMTMA 02370106503 | M3x0.5 Mo 4 A 237 106 45 3
M3x 0.5 5-40 | 5-44
AMTMA 0245 070 S03 Vasxo6 | M3Sx05 | 2S5 2T 4 B 245 7 45 3
M4 x0.7 8-32 | 8-36 )
AMTMA 032 095 S06 e e MAXOS 024 10-3, 10728 4 B 32 95 60 6
V55 08 M5 x 0.5 10-36
AMTMA 040 125 S06 M6X1' M5.5x05 | 12-24 12-28  10-40 4 B 4 125 | 60 6
X M5 x 0.75 10-48
M10x1.25
AMTMA 065 166 S08 M8 x1.25  MI12x1.25 4 B 65 166 @ 60 8
M14x1.25
M12x 1.5
AMTMA 082 208 S10 M10 x1.5  Midx15 4 B 82 208 70 10
M16x 1.5
M14x1.75
AMTMA 099 250 $10 M12 x1.75  M16x1.75 4 B 99 25 70 10
M18x1.75
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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
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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
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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.





