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Super micro grain cemented

carbide with good toughness and

abrasion resistance has long tool life.

With particularly section-sharp design

has good rigidity and strength.

Thanks to the special technique treatment on
cutting edge surface, ensuring good threading

machining quality and high dimensional accuracy.

Application case

Work piece: auto engine shell
Work piece material: Al alloy (HB90~120)
Tool type: 4222ACS-M10X1.25-6H
Cutting parameters: n=1300r/min
F=1625mm/min
h=29mm, through hole or blind hole machining
Machining tool: horizontal machining center
Cooling style: emulsified liquid cooling

rison of hole number

250000 €
200000 |
150000 [
100000 [
50000 [
.

Number of hole(pcs)

ZCC+CT Company A

ZCC-CT: 120000 holes (still usable)
Company A: 100000 holes (failure)
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~——— How to choose the right solid carbide threading tools

/" How to choose the right solid carbide threading tools \

————————= Shape

—* Product name

Product category

Solid carbide threading cutter

" Application

—s Shape size

i ) taper | profie
4122M-M1°0.25-6H ¥ | w1 (o253 0| 5 0 | el L]
T 1 re
4122MS.11+0.25-6H | » | oz s | w|s oo | s | e
4122M-M1.20.25-6H w M12 025 3 4 | 5§ 80* | & L]
| | Pleture 1|
4122MSM1.2°0.25-6H [ 2 [mzjozs| 3| |ao|s | o | 2| »
4122M-M1.6'0.35-6H w Mi6(03s| 3 |11 4|5 | n o L]
2 : ! | I | icture 1|
4122M5-M1.6°0.35-6H | b |M|.8=EI.35 3 |1| 4o| 5|1 | 80 4 L]
4122M-M2°0.4-6H * M2 (043 |15 45| 6 |12 | & | ] .
1 1 1 1 T 1 1 icture 1|
4122M5-M2°0.4-6H | P | M2 |o.-¢ 3 |1.s a5 | 8 |12 | | &0 4 .
A122M-M2.5'0.45-6H £ w M25/045 3 |18 |50 | B | 14 60° & |4 L]
s | (oo L | | Bieture 1|
HM22MSM25045.6H <O op [m2soss| 5 |18 50 | R &0 N
4222M-M3°0.5-6H kL | | |
| M3 |05 35|23 56 | 6 18|27 | 60 |Picture2 4 L] o | 28
4222MS5-M3°0.5-6H | v | |
4222M-M4*0.5.6H ap |
} | mé |05 45|31 63| 8 21| 34 | 60 [Picwe2 4 L] a8
4222M5M4°0.5.6H [ = |
4222M-M4°0.7-6H £l |
| Ma |07 45|31 63| 8 |21 | 34 | 60 |Pictuwe2 4 L] %
4222MS-M4*0.7-6H | » | | |
4222M-M50.5-6H ® |
- o | M5 |05 6 |43 70 |10 25| 49 | 60 Picure2 4 ] 4B
4222M5-M5'0.5-6H | |
® Slock available 0 Make-lo-order
k> Applicable material table O'Very sutable CSutable
fi Warkpiece material
: Mild steel Carlaa?n Pre-hardaned stesl. Hardened steal —|—_°'lalnlesa e Hodular | Aluminum | Copper Heat
] HB=180 | pjiy cisel | ~40HRC | ~SOHRC | ~B0HRC | steel | castion | alloy allay "‘Wm“
KTG402 o
YKAOF | o
Code kay  + Cuting paramaters + Tochnical information ) Nan-standard customization ¢
cist C176 c177-C182 c183

——*% Applicable workpiece
material range

5 Thread profile angle, shank
type, precision class

C158

Specification «
Type, basic dimensions ,number of tooth and grade.

= Code key, cutting parameter, technical
information, Non-standard customization
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Threading tools =

Solid carbide threading tools overview ¢ C160
Icons information of solid carbide ¢ C160
threading tools

Code key of solid carbide threading tools ¢ C161
Detail information of solid carbide ¢ C162-C175

threading tools

Solid carbide threading cutters | €162-C173
Solid carbide threading end mills C174-C175

Recommended cutting parameters of solid ¢ C176
carbide threading tools
Technical information of solid carbide ¢ C177-C182

threading tools

Non-standard customization for ¢ C183-C184

threading tools

C159
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Threading tools overview

f Threading tools overview \
= . T =
g % 5 |33
= 5 9 T
3 gl & |@
@ 35 '
x @
&
@ c162 C176
(s} C163 C176
(@] (@] @] C164 C176
@ @ @] C165 C176
(e} C166-C167 | C176
: ,\\ (@] C170-C171 | C176
o C168-C169 | C176
2 (o} C172-C173 | C176
O|© Q|0 C175 C176
. DVery suitable CSuitable
03
€8
f Icons information \
o =
ES g @ Shank type M Precision class of screw thread
55 Straight shank 'f;,ﬂf Precision class of screw thread
o ¥ L ] J
=
@ - = - :
2 '
2 Square straight shank as per DIN10 Precision class of screw thread
Qo .

M Thread profile angle of tap

C160



Threading tools code key

/ Threading tools code key \

Tool type
Code Description

4 Threading cutter

Shank type
Code Description Tool type

1 Straight shank Rk Desciption - Type of flute

2 Square straight shank 2 Cutting tap Code  Description
1 Threading end mills 1 Right-hand flute

= P e 2 Straight flute
3 Left-hand flute

" Workpiece material
Code A c M P H

Description Aluminum alloy Castiron Stainless steel Steel Hardened steel

4201ACS -M5x0.5 -6H

Cooling mode
Code Description

Default External coolant .

Types of machined holes Precision class

c Internal coolant
Code Description Code  Description

Default Through-hole machining 6H IS0 metric thread

S Blind-hole machining BHX  General thread

Specification
Code Description
M5 Nominal diameter of threading

0.5 Pitch (P)

C161
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Threading cutter code key
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4122A-M1*0.25-6H
4122AS-M1+0.25-6H
4122A-M1.2°0.25-6H
4122AS-M1.2°0.25-6H
4122A-M1.640.35-6H
4122AS-M1.60.35-6H
4122A-M2'0.4-6H
4122AS-M2*0.4-6H

4122A5-M2.5°0.45-6H
4222A-M3*0.5-6H
4222AS-M305-6H
4222A-M4"0.56H
4222AS-M4*0.5-6H
4222A-M4"0.76H
4222AS-M4"0.76H
4222AM5'0.5-6H

4222A-M5*0.8-6H

4222AS-M5°0.8-6H
4222A-ME*0.756H
4222AS-ME*0.75.6H

__________ As_ms*-j_aH
4222A-M7*1-6H
4222AS-M7*1-6H

External
coolant

Forming taps -Al alloys machining

Forming taps -Al alloys machining

ap M1 |025| 3 40 | 5
15P M1 |025| 3 40 | 5
ap M12|025| 3 40 | 5
15P | M12|025| 3 4 5
ap M16|035| 3 | 11| 40| 5 | 1
15P |M16(035| 3 |11 |40 | 5 | 1
ap M2 |04 | 3 15|45 6 | 12
1.5P M2 | 04| 3 | 15|45 & | 12
ap M25(045 3 |19 |50 | 6 | 14
15P |M25|045| 3 |19 |50 | & | 14
3p
- M3 |05|35|23|86| 6 | 18|27
1.5P
3p

------------------------ M4 | 05| 45|31|63 8 |21 | 34
1.5P
3p

------------------------ M4 |07 |45|31| 63 8 | 21| 34
1.5P
3p
d M5 | 05| 6 |43 |70 | 10 | 25 | 49
1.5P
3p
ed M5 |08 8 | 4 | 70| 10 | 25 | 49
1.5P
3p '
Sl M6 |075] 6 | 5 | 80 | 12 | 30 | 48
1.5P
3P

------------------------ M6 | 1 | 6 | 47|80 12 | 30 | 48
1.5P
p

......................... M7 q 7 | 57|80 | 14 | 30 | 55
1.5P

Picture 1

Picture 1 3 L] 0.9
3 ® 0.9
Picture 1 3 L ] 1.1
3 ® 1.1
Picture 1 3 [ ] 1.47
3 L ] 1.47
Picture 1 3 [ ] 1.85
3 @ 1.85
Picture 1 3 & 233
3 L ] 2.33
Picture 2 4 [ ] 28
Picture 2 4 [ ] 38
Picture 2 4 ® iz
Picture 2 4 ® 4.8
Picture 2 4 [ ] 4.65
Picture 2 4 e 57
Picture 2 4 L] 5.6
Picture 2 4 L ] 6.6

C162

@ Stock available O Make-to-order
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Forming taps -Al alloys machining

4222A-M8*1-6H
1|8 679 16|35 62 Picture2| 4 ® 7.6
4222AS-M8*1-6H
4222A-M8*1.25-6H 3p
- M8 |125| 8 |64 | 90 16 | 35 | 62 Picture 2| 4 ® 7.45
4222AS-M8*1.25-6H 1.5P
4222A-M10*1-6H 3P
Bl M1O| 1 | 10 | 87 100 20 33| 8 Picture2| 5 @ 9.6
4222AS-M10*1-6H | codlant|  45p
4222A-M10%1.25-6H 3P
------------------------ M10 |125| 10 | 84 | 100 20 | 33 | 8 Picture2| 5 ® 9.45
4222AS-M10*1.25-6H 1.5P
4222A-M10*1.5-6H 3p
4222AS-M10*1.5-6H 1.5P
M10 | 1.5 | 10 | 81 | 100 20 | 38 | 8 Picture2| 5 ® 9.35
4222AC-M10*1.56H | | ermal 3P
4222ACS-M10*1.5-6H | coolant | 45p
4222A-M12*1.25-6H 3P
------------------------ M2 [125| 9 110 | 24 7 Picture3| 5 ® 11.45
4222AS-M12*1.25-6H 15P
4222A-NM12*1.5-6H 3P
-------------------------------------------- Extomal, o~ dMi2| 15| o 10 | 24 7 | 60° |Picture3| 5 ® 11.35
4222AS-M12*1.5.6H | co%lant | q45p
4222A-M12*1.75-6H 3p
4222AS-M12*1.75-6H 15P
Mi2 [175| 9 110 | 24 7 Picture3| 5 ® 11.25
4222AC-M12"1.756H | | iermal 3P
4222ACS-M12*1.75-6H | coolant | 45p
4222A-M14*1.5-6H 3p d
Aol ke A kel OO e . M14 1.5 11 110 26 g Picture 3 S . 13‘35
4222AS-M14*1.5-6H 1.5P
g = Mi4 | 2 | 11 110 | 26 9 Picture 3| 6 ] 13.1
____________________________________________________________________ — :
4222AS-M14'26H | pyemall 1P ===
4222A-M16*1.5-6H | coolant|  gp ' (
M16 | 1.5 | 12 10 | 27 9 Picture 3| 6 ® 16.35
4222AS-M16*1.5-6H
4222A-M16*2-6H 3p
4222AS-M16*2-6H 1.5P
M6 | 2 | 12 10 | 27 9 Picture3| 6 ® 15.1
4222AC-M16'2-6H | |yiemal 3P
4222ACS-M16°26H | o0lant | 45p

® Stock available O Make-to-order

B> Applicable material table ©Very suitable OSuitable

Workpiece material

o
E=
£
=
S
©
1S
»
=
S
©
<
1)
o
=
=
£
=]
L

; Carbon Pre-hardened steel, Hardened steel : Heat
Migsiedh || el SR | casion | MoEr | ARBIOUI] GEEE | ediiant
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC ¥ y alloy
YK40F ©
Codeg_j Cutting pa@ Technical in@_ Non-standard cus@
| c161 C176 C177-C182 | c183)

C163
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4122M-M1*0.25-6H
4122MS-M10.25-6H
4122M-M1.20.25-6H
4122MS-M1.2°0.256H
4122M-M1.6°0.35-6H
4122MS-M1.6°0.35-6H
4122M-M2°04-6H
4122MS-M2+0.4-6H

4122MS-M2.5%0.45-6H
4222M-M3*0.5-6H
4222MS-M3'0.5-6H
4222M-M4'0.56H
4222MS-M4*0.5-6H
4222M-M4*0.76H
4222MS-M4"0.7-6H
4222M-M5°05-6H

4222M-M5*0.8-6H

4222MS-M5°0.8-6H
4222M-M6*0.756H
4222MS-M6'0.75-6H

4222MS-M6*1-6H
4222M-M7*1-6H
4222MS-M7*1-6H

External
coolant

Forming taps -stainless steel machining

Forming taps =stainless steel machining

Picture 1

w

3p M1 025 3 40
2P M1 025 3 40| 5
3p M12 025 3 40 | 5
2P M1.20.25 3 40| 5
ap M1.60.35 3 [1.1]40| 5 | 11
2P M1.6 035 3 |11]40 | 5 11
ap M2 04 3 |15|45 | 6 12
2P M2 04| 3 [15|45 6 | 12
3ap M25 045 3 |19|50 | 6 14
2P M25/045 3 (19|50 | 6 | 14
3p
Tt M3 |05 |35 (23| 56| 6 [ 18] 27
2P
3P

------------------------ M4 | 05|45(31|63| 8 2134
2P
24 L PR INUTTOUR FIVTITI0NT FSUSTITI R safias
3P

------------------------ M4 |07 |45(31|63| 8 21|34
2P
R PR IR FURS0S RUOUESVY FRCIGIUN ] SRS | PR
3p
et M5 |05 8 [43] 70| 10| 25 | 49
2P _
3p
el M5 (08| 6 | 4 | 70| 10 | 25 | 49
2P
3P '
ool M6 075 8 | 5 | 80| 12 | 30 | 49
2P
ap

------------------------ M6 | 1 | B |47|80 |12 30|49
2P
3p

------------------------- M7 | 1|7 |57 80|14 30|55
2P

60°

4 ® (@] 0.9
Picture 1 EERELVEEL, JCARTRREERNNANS EESEDDEREe] ROt SO ikt

4 [ ] o 09
________________________________ | UPIR S OTE, MR .o PP LIRS AV

4 [ ] o] 1.1
Picture 1 |

4 ® o] 1)

4 [ o} 1.47
Picture 1} | STTNCEINCRE, TLAC ACSYVEITE ot P L T Yo ILEE,

4 [ ] o 1.47

4 e o 1.85
Picture 1 e s [

4 [ ] O 1.85

4 [ ] o] 233
Pidure 1 e T S e

4 ® o] 2.33
Picture 2 4 [ ] 0} 2.8
Picture 2 4 [ ] 0] 3.8
Picture 2 4 o o 37
Picture 2 4 [ ] o 4.8
Picture 2| 4 [ ] (0} 4,65
Picture 2 4 [ ] (8] 57
Picture 2 4 @ (@] 5.6
Picture 2| 4 ® o 6.6

C164

@ Stock available O Make-to-order



Forming taps -stainless steel machining

P

4222M-M8*1-6H 3p
-------------------------- M8 | 1 | B8 67|90 16 | 35 6.2 Picture 2| 4 ® o 76
4222MS-M8*1-6H 2P
4222M-M8*1.25-6H 3p
e M8 (125 8 |64 |90 | 16 | 35 | 6.2 Picture 2. 4 ° o) 7.45
4222MS-M8*1.25-6H 2P
4222M-M10*1-6H ap
Bomel M10| 1 | 10 87 |100| 20 | 39 | 8 Picture 2| 5 °® o 956
4222MS-M10*1-6H coolant 2P
e . |
4222M-M10*1.26-6H ap
-------------------------- M10[1.25 10 84 |100| 20 | 39 | 8 Picture 2| 5 ® o 9.45
4222MS-M10*1.25-6H 2p
4222M-M10*1.5-6H 3p
4222MS-M10*1.5-6H 2P
. M10| 1.5 | 10 | 8.1 |100| 20 | 39 | 8 Picture 2| 5 °® 0 9.35
AZ22MOMI0™ 561 [l | 8P
4222MCS-M10*1.5-6H | coolant 2P
4222M-M12*1.25-6H 3p :
-------------------------- M12[1.25) 9 110 | 24 7 Picture 3| 5 °® o) 11.45
4222MS-M12*1.25-6H 2P .
4222M-M12*1.5-6H 3p
-------------------------------------------- g O | 9 10| 24 7 | 60° |Picture3| 5 © o | 135
4222MS-M12*1.5-6H | coolant 2p |
4222M-M12*1.75-6H 3p
4222MS-M12*1,75-6H 2P
M12[1.75 9 110 | 24 7 Picture 3 5 ° (o) 11.25
ASEEMG MRS O i P
4222MCS-M12*1.75-6H | coolant 2P
4222M-M14*1.5-6H ap
B I il AT CRRLAYLC Bt 2o s VOO L | OO - 1 oV O] M14 15 11 110 25 g leure 3 6 . O 1335
4222MS-M14*1.5-6H 2P
Stap e s e ol M4 2 | 1 110 | 26 9 Picture 3| 6 °® o 13.1
..................................................................... iciu-re :
RN Ma g e | Extemal|  2F | Sh—
4222M-M16*1.5-6H | coolant
12 10| 27 9 Picture 3| 6 ° o 15.35
4222MS-M16*1.5-6H
4222M-M16*2-6H 3p
4222MS-M16*2-6H 2P
s Mi6| 2 | 12 110 27 9 Picture 3| 6 ° o 15.1
4232MCMIEDON | gy |
4222MCS-M16*2-6H | coolant 2P
® Stock available O Make-to-order
2
E
K
[
£
3
w
2
p>> Applicable material table ©Very suitable OSuitable E
' Workpiece material %
- 8
Mild_steel (igt;b;?n Pre-hardened steel, Hardened steel Stainless Castiron | Nodular | Aluminum | Copper re?i:gnt =
| HB<180 | Ajoy'steel | ~40HRC | ~50HRC | ~BOHRC | Steel ' S ey Ay alloy E
| . g
KTG402 © © =
YK40F @] O @]
Codeg_j Cutting pa@ Technical in@_ Non-standard cust@
[ C161 c176 ‘c177-C182 | (c183)

C165
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W Picture 1

)
@3‘7 Picture 2

4201C-M3*0.5-6H
4201C-M3*0.5-6HX 3P
FITSRLREEIF P RS R PR AR SR SN iatrah St sl 31 M3 0‘5 3'5 2»3 58 11 18 2»? Picture 1 . 2‘5
4201CS-M3*0.5-6H 1.5P
4201CS-M3*0.5-6HX 1.5P
4201C-M4*0.7-6H 3P
4201C-M4*0.7-6HX 3P

M4 | 07 | 45| 31 | 63 | 13 | 21 | 34 Picture 1 2 3.3
4201CS-M4*0.7-6H 1.5P
4201CS-M4*0.7-6HX 1.5P
4201C-M50.8-6H 3P
4201C-M50.8-6HX 3P

M5 | 08 6 | 4 | 70 | 16 | 25 | 49 Picture 1 2 42
4201CS-M5*0.8-6H 1.5P
4201CS-M5*0.8-6HX 1.5P
4201C-M60.75-6H 3P
4201C-M6*0.75-6HX 3P
-------------------------- M6 (075 6 | 5 | 80 | 19 | 30 | 49 Picture 1 ® 5.25
4201CS-M6*0.75-6H
4201CS-M6*0.75-6HX
4201C-M6*1-6H
4201CC-M6*1-6H
4201C-M6*1-6HX 3P

----- M6 | 1 | 6 |47 8 | 19 | 30 | 49 Picture 1 ° 5

4201CS-M6*1-6H 1.5P
4201CCS-M6*1-6H 1.5P
4201CS-M6*1-6HX 1.5P
4201C-M7*1-6H 3P

M7 | 1 | 7 |57 |8 | 19|30 |55 Picture 1 & 6
4201CS-M7*1-6H 1.5P
4201C-M8*1-6H 3P

M8 | 1 | 8 |67 | 9 | 2 |35 |62 Picture 1 2 7
4201CS-M8*1-6H 1.5P
4201C-M8*1.25-6H 3P
4201CC-M8*1,25-6H 3P
4201C-M8*1.25-6HX 3P

M8 | 125 8 | 64 | 90 | 22 | 35 | 62 Picture 1 £ 6.75
4201CS-M8*1.25-6H 1.5P
4201CCS-M8*1.25-6H 1.5P
4201CS-M8*1.25-6HX 1.5P

C166

@ Stock available O Make-to-order
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Helical-flute cutting taps - cast iron machining

4201C-M10*1-6H 3P
PP PPN . sanassannnsbissnnnsspannniesnnnnspans. M1U 1 10 8»?’ 100 20 39 3 Plcture‘] 4 . g
4201CS-M10*1-6H 1.5P
4201C-M10*1.25-6H 3P
M10 | 1.25 | 10 84 | 100 | 24 39 8 Picture 1 4 [ ] B.75
4201CS-M10*1.25-6H 1.5P
4201C-M10*1.5-6H 3P
4201CC-M10*1.5-6H 3P
4201C-M10*1.5-6HX 3P
M10 | 1.5 10 81 | 100 | 24 39 8 Picture 1 4 ® 8.5
4201CS-M10*1.5-6H 1.5P
4201CCS-M10*1.5-6H 1.5P
4201CS-M10*1.5-6HX 1.5P
4201C-M12*1.25-6H 3P
4201CS-M12*1.25-6H 1:5P
4201C-M12*1.5-6H 3P
M12 | 1.5 9 110 | 29 7 4 & 10.5
4201CS-M12*1.5-6H 1.5P
4201C-M12*1.75-6H 3P B
4201CC-M12*1.75-6H 3P
4201C-M12*1.75-6HX 3P
M12 | 1.75 9 110 | 29 7 Picture 2 4 ® 10.25
4201CS-M12*1.75-6H 1.5P
4201CCS-M12*1.75-6H 1.5P
4201CS-M12*1.75-6HX 1.5P
4201C-M14*1.5-6H 3P
sty e e M14 | 15 1" 110 | 30 9 Picture 2 4 [ ] 125 i
4201CS-M14*1.5-6H 1.5P -
4201C-M14*2-6H 3P
---------- > M14 2 11 110 | 30 9 Picture 2 4 [ ] 12
4201CS-M14*2-6H 1.5P
4201C-M16*1.5-6H 3P e
3 PR gy 5 = M16 | 1.5 12 10 32 9 Picture 2 4 [ ] 14.5 r
4201CS-M16*1.5-6H 1.5P
4201C-M16*2-6H 3P
4201C-M16*2-6HX 3P
M16 2 12 110 | 32 9 Picture 2 4 [ ] 14
4201CS-M16*2-6H 1.5P 2
4201CS-M16*2-6HX 1.5P | 4
@ Stock available ' Make-to-order
@
3
3
]
D
£
E
© o
[ORR=
==
= . . . s
B> Applicable material table ©Very suitable OSuitable T =
i ' Workpiece material 2B

; Carbon Pre-hardened steel, Hardened steel : Heat
Migsiedh || el SR | casion | MoEr | ARBIOUI] GEEE | ediiant
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC ¥ y alloy
YK40F (e} o
Cod@ Cutting pa@ Technical in@_ Non-standard cus@
| c161 C176 C177-C182 | c183)

C167
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e 1 — @& Picture 1
8

—

H

Ee—r =g %& Picture 2

4202C-M3*0.5-6H 3P
4202C-M3*0.5-6HX 3P
(TSR = (SUEEE T PSRRI U SRRy A M3 0‘5 3'5 2»3 58 11 18 2»? Picture 1 3 . 2‘5
4202CS-M3%0.5-6H 1.5P
4202CS-M3"0.5-6HX 1.5P
4202C-M4*0.7-6H 3P
4202C-M4*0.7-6HX 3P

M4 | 07 | 45 | 31 63 13 21 3.4 Picture 1 3 [ ] 3.3
4202CS-M4*0.7-6H
4202CS-M4*
4202C-M5*0.
4202C-M5*0.8-6HX 3P

M5 | 0.8 6 - 70 16 25 | 4.9 Picture 1 3 [ ] 4.2
4202CS-M5°0.8-6H 1.5P
4202CS-M50.8-6HX 1.5P
4202C-M6*0.75-6H 3P
4202C-M6*0.75-6HX 3P

075 | 6 5 80 19 30 | 49 Picture 1 3 [ ] 5.25
........... 60°
4202CC-M6*1-6H
4202C-M6*1-6HX 3P
M6 1 6 47 | 80 19 30 | 49 Picture 1 3 [ ] 5

4202CS-M6*1-6H 1.5P
4202CCS-M6*1-6H 1.5P
4202CS-M6*1-6HX 1.5P
4202C-M7*1-6H 3P

M7 1 7 57 | 80 19 30 | 55 Picture 1 3 [ ] 6
4202CS-M7*1-6H 1.5P
4202C-M8*1-6H 3P

Mma 1 8 6.7 | 90 20 35 | 6.2 Picture 1 3 [ ] 7
4202CS-M8*1-6H 1.5P
4202C-M8*1.25-6H 3P
4202CC-M8*1.25-6H 3P
4202C-M8*1.25-6HX 3P

M8 125 | 8 6.4 | 90 22 35 | 6.2 Picture 1 3 ® 6.75
4202CS-M8*1.25-6H 1.5P
4202CCS-M8*1.25-6H 1.5P
4202CS-M8*1.25-6HX 1.5P

Cc168

@ Stock available O Make-to-order
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Straight-flute cutting taps - cast iron machining

4202C-M10*1-6H 3P
P ASAS SRS ARLARSSSASA SRS . assassanasabassasnnssassssessasansans: M1U 1 10 8»?’ 100 20 39 8 Plcture‘] 4 . g
4202CS-M10*1-6H 1.5P
4202C-M10*1.25-6H 3P
M10 | 125 | 10 | 84 | 100 | 24 | 39 8 Picture 1 4 ® 8.75
4202CS-M10*1.25-6H 1.5P
4202C-M10*1.5-6H 3P
4202CC-M10*1.5-6H 3P
4202C-M10*1.5-6HX 3P
M10 | 15 | 10 | 81 | 100 | 24 | 39 8 Picture 1 4 [ ] 85
4202CS-M10*1.5-6H 1.5P
4202CCS-M10*1.5-6H 1.5P
4202CS-M10*1.5-6HX 1.5P
4202C-M12*1.25-6H 3P
4202CS-M12*1.25-6H 1.5P
4202C-M12*1.5-6H 3P
M12 | 15 | 9 110 | 29 7 4 ® 10.5
4202CS-M12*1.5-6H 1.5P
4202C-M12*1.75-6H P -
4202CC-M12*1.75-6H 3P
4202C-M12*1.75-6HX 3P
M12 | 175 | 9 110 | 29 7 Picture 2 4 e 10.25
4202CS-M12*1.75-6H 1.5P
4202CCS-M12*1.75-6H 1.5P
4202CS-M12*1.75-6HX 1.5P
4202C-M14*1.5-6H 3P
B M14 | 15 | 11 110 | 30 9 Picture 2 4 =] 12.5 i’
4202CS-M14*1.5-6H 1.5P -
4202C-M14*2-6H 3P
---------- M14 | 2 11 110 | 30 ] Picture 2 4 ® 12
4202CS-M14*2-6H 1.5P
4202C-M16*1.5-6H 3P =
. e e re, I M16 | 15 | 12 110 | 32 9 Picture 2 4 ® 145 y
4202CS-M16*1.5-6H 1.5P
4202C-M16*2-6H 3P
4202C-M16*2-6HX 3P
M16 | 2 12 110 | 32 a Picture 2 4 ® 14
4202CS-M16*2-6H 1.5P _
4202CS-M16*2-6HX 1.5P | 4
@ Stock available ' Make-to-order
7]
3]
Y
)
(o))
<
3
2?2
2c
5 =
p>> Applicable material table OVery suitable OSuitable 5, @
_ . g
Workpiece material (7] E

; Carbon Pre-hardened steel, Hardened steel : Heat
Migsiedh || el SR | casion | MoEr | ARBIOUI] GEEE | ediiant
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC ¥ y alloy
YK40F (e} o
Cod@ Cutting pa@ Technical in@_ Non-standard cus@
| c161 C176 C177-C182 | c183)
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E[ -@ Picture 1

<% Picture 2

4201A-M3*0.5-6H 3P
4201A-M3*0.5-6HX 3P
------------------------------------------------ M3 | 05 | 35|23 |5 | 11|18 |27 Picture1| 3 & 25
4201AS-M3*0.5-6H 1.5P
4201AS-M3*0.5-6HX 1.5P
4201A-M4*0.7-6H 3P
4201A-M4*0.7-6HX 3P
M4 | 07 | 45 | 31 | 63 | 13 | 21 | 34 Picture 1| 3 ° 33
4201AS-M4*0.7-6H 1.5P
4201AS-M4*0.7-6HX 1.5P
4201A-M5*0.8-6H 3P
4201A-M5*0.8-6HX 3P
--------------- M5 | 08 6 | 4 | 70 | 16 | 25 | 49 Picture1| 3 ® 4.2
4201AS-M5*0.8-6H 1.5P
4201AS-M5*0.8-6HX 1.5P
4201A-M6*0.75-6H 3P -
4201A-M6*0.75-6HX 3P
e M6 (075 6 | 5 | 80 | 19 | 30 | 49 Picture 1| 3 ® 5.25
4201AS-M6*0.75-6H 1.5P
4201AS-M6*0.75-6HX 1.5P
4201A-M6*1-6H 3P
4201AC-M6*1-6H 3P
4201A-M6*1-6HX 3P
.......................................................................... Mﬁ 1 B 4.? BG 19 30 4‘9 Picture 1 3 . 5
4201AS-M6*1-6H 1.5P
4201ACS-M6*1-6H 1.5P
4201AS-M6*1-6H
4201A-M7*1-6H
M7 | 1 | 7 |57 |8 | 19| 30 |55 Picture 1| 3 ® 6
4201AS-M7*1-6H 1.5P
4201A-M8*1-6H 3P
................................................. Ms 1 8 67 90 20 35 62 Picture 1 3 . 7
4201AS-M8*1-6H 1.5P
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@ Stock available O Make-to-order
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P

Helical-flute cutting taps - Al alloys machining

4201A-M8*1.25-6H 3P
4201AC-M8*1.25-6H 3P
4201A-M8*1.25-6HX 3P
M8 | 1.25 8 6.4 90 22 35 6.2 Picture 1 3 ] 6.75
4201AS-M8*1.25-6H 1.5P
4201ACS-M8*1.25-6H 1.5P
4201AS-M8*1.25-6HX 1.5P
4201A-M10*1-6H 3P
M10 1 10 87 | 100 | 20 39 8 Picture 1 4 L] 9
4201AS-M10*1-6H 1.5P
4201A-M10*1.25-6H 3P
M10 125 | 10 84 | 100 24 39 8 Picture 1 4 [ ] 8.75
4201AS-M10%1.25-6H 1.5P
4201A-M10*1.5-6H 3P
4201AC-M10*1.5-6H 3P
4201A-M10*1.5-6HX 3P
M10 15 10 81 | 100 @ 24 39 8 Picture 1 4 [ ] 8.5
4201AS-M10*1.5-6H 1.5P
4201ACS-M10*1.5-6H 1.5P
4201AS-M10*1.5-6HX 1.5P
4201A-M12*1.25-6H 3P
M12 | 1.25 9 10 | 29 7 Picture 2 4 ] 10.75
4201AS-M12*1.25-6H 1.5P 60°
4201A-M12*1.5-6H 3P
M12 | 15 9 10 | 29 7 Picture 2 4 [ ] 10.5
4201AS-M12*1.5-6H 15P
4201A-M12*1.75-6H 3P 4
4201AC-M12*1.75-6H 3P
4201A-M12*1.75-6HX 3P
s s T e M12 | 1.75 9 110 | 29 7 Picture 2 4 L 10.25
4201AS-M12*1.75-6H 1.5P
4201ACS-M12*1.75-6H 1.5P e
4201AS-M12*1.75-6HX 1.5P f
4201A-M14*1.5-6H 3P
---------- M14 15 1 110 | 30 9 Picture 2 4 [ ] 12.5
4201AS-M14*1.5-6H 1.5P
4201A-M14*2-6H 3P
---------- M14 2 11 110 | 30 9 Picture 2 4 [ ] 12
4201AS-M14*2-6H 1.5P
4201A-M16*1.5-6H 3P
M16 15 12 10 | 32 9 Picture 2 4 ® 14.5
4201AS-M16*1.5-6H 1.5P
4201A-M16*2-6H 3P
4201A-M16*2-6HX 3P =
M16 2 12 10 | 32 9 Picture 2 4 [ ] 14 v
4201AS-M16*2-6H 1.5P -
4201AS-M16*2-6HX 1.5P &
@ Stock available O Make-to-order fE_,,’
S o
o c
o £
%
}>> Applicable material table OVery suitable OSuitable 5 &
= . . 58
Workpiece material s

; Carbon Pre-hardened steel, Hardened steel : Heat
Migsiedh || el SR | casion | MoEr | ARBIOUI] GEEE | ediiant
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC ¥ y alloy
YK40F ©
Codeg_j Cutting pa@ Technical in@_ Non-standard cus@
| c161 C176 C177-C182 | c183)

C171



-
o o
o o
o
[1=]

Buiuiyoew sfoje

|-~ sdey Buimno ajnyj-|esljay

4202A-M3*0.5-6H 3P
4202A-M3*0.5-6HX 3P
------------------------------------------------ M3 | 05 | 35|23 |5 | 11|18 |27 Picture1| 3 & 25
4202AS-M3*0.5-6H 1.5P
4202AS-M3*0.5-6HX 1.5P
4202A-M4*0.7-6H 3P
4202A-M4*0.7-6HX 3P
M4 | 07 | 45 | 31 | 63 | 13 | 21 | 34 Picture 1| 3 ° 33
4202AS-M4*0.7-6H 1.5P
4202AS-M4*0.7-6HX 1.5P
4202A-M5*0.8-6H 3P
4202A-M5*0.8-6HX 3P
--------------- M5 | 08 6 | 4 | 70 | 16 | 25 | 49 Picture1| 3 ® 4.2
4202AS-M5*0.8-6H 1.5P
4202AS-M5%0.8-6HX 1.5P
4202A-M6*0.75-6H 3P -
4202A-M6*0.75-6HX 3P
e M6 (075 6 | 5 | 80 | 19 | 30 | 49 Picture 1| 3 ® 5.25
4202AS-M60.75-6H 1.5P
4202AS-M6*0.75-6HX 1.5P
4202A-M6*1-6H 3P
4202AC-M6*1-6H 3P
4202A-M6*1-6HX 3P
.......................................................................... Mﬁ 1 B 4.? BG 19 30 4‘9 Picture 1 3 . 5
4202AS-M6*1-6H 1.5P
4202ACS-M6*1-6H 1.5P
4202AS-M6*1-6H
4202A-M7*1-6H
M7 | 1 | 7 |57 |8 | 19| 30 |55 Picture 1| 3 ® 6
4202AS-M7*1-6H 1.5P
4202A-M8*1-6H 3P
.................................................. Ms 1 8 67 90 20 35 62 Picture 1 3 . 7
4202AS-M8*1-6H 1.5P

C172
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Straight-flute cutting taps - Al alloys machining

4202A-M8*1.25-6H 3P
4202AC-M8*1.25-6H 3P
4202A-M8*1.25-6HX 3P
M8 | 1.25 8 6.4 90 22 35 6.2 Picture 1 3 ] 6.75
4202AS-M8*1.25-6H 1.5P
4202ACS-M8*1.25-6H 1.5P
4202AS-M8*1.25-6HX 1.5P
4202A-M10*1-6H 3P
M10 1 10 87 | 100 | 20 39 8 Picture 1 4 L] 9
4202AS-M10*1-6H 1.5P
4202A-M10%1.25-6H 3P
M10 125 | 10 84 | 100 24 39 8 Picture 1 4 [ ] 8.75
4202AS-M10%1.25-6H 1.5P
4202A-M10*1.5-6H 3P
4202AC-M10*1.5-6H 3P
4202A-M10*1.5-6HX 3P
M10 15 10 81 | 100 @ 24 39 8 Picture 1 4 [ ] 8.5
4202AS-M10*1.5-6H 1.5P
4202ACS-M10*1.5-6H 1.5P
4202AS-M10%1.5-6HX 1.5P
4202A-M12*1.25-6H 3P
M12 | 1.25 9 10 | 29 7 Picture 2 4 ] 10.75
4202AS-M12*1.25-6H 1.5P 60°
4202A-M12*1.5-6H 3P
M12 | 15 9 10 | 29 7 Picture 2 4 [ ] 10.5
4202AS-M12*1.5-6H 15P
4202A-M12*1.75-6H 3P 4
4202AC-M12*1.75-6H 3P
4202A-M12*1.75-6HX 3P
R A T L M12 | 1.75 9 110 | 29 7 Picture 2 4 L 10.25
4202AS-M12*1.75-6H 1.5P
4202ACS-M1271.75-6H 1.5P e
4202AS-M12*1.75-6HX 1.5P f
4202A-M14*1.5-6H 3P
---------- M14 15 1 110 | 30 9 Picture 2 4 [ ] 12.5
4202AS-M14*1.5-6H 1.5P
4202A-M14*2-6H 3P
---------- M14 2 11 110 | 30 9 Picture 2 4 [ ] 12
4202AS-M14*2-6H 1.5P
4202A-M16*1.5-6H 3P
M16 15 12 10 | 32 9 Picture 2 4 ® 14.5
4202AS-M16*1.5-6H 1.5P
4202A-M16*2-6H 3P
4202A-M16*2-6HX 3P =
M16 2 12 10 | 32 9 Picture 2 4 [ ] 14 v
4202AS-M16*2-6H 1.5P »
4202AS-M16*2-6HX 1.5P &
@ Stock available O Make-to-order fE_,,’
S o
o £
o £
%
}>> Applicable material table OVery suitable OSuitable 5 &
= . . 58
Workpiece material s

; Carbon Pre-hardened steel, Hardened steel : Heat
Migsiedh || el SR | casion | MoEr | ARBIOUI] GEEE | ediiant
HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC ¥ y alloy
YK40F ©
Codeg_j Cutting pa@ Technical in@_ Non-standard cus@
| c161 C176 C177-C182 | c183)
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Solid carbide

NThread mills}

I




P

Thread mills

4111-M340.5 M3 2.35 05 4 50 3 ° o 25
MMMe0T M4 315 | 07 4 50 8 3 e | o 33
""" 4111-M5°05 | M5 43 05 6 | 50 10 | 3 ° o 45
4111-M5°0.8 M5 4 0.8 6 50 0 | 3 ° o 42
41-M6*075 | Ms | 5 | o075 | 6 60 12 4 e | o | s25
a1me | M6 475 1 6 60 12 4 ° o 5
______ e 1 s L R e —
""" 4111-M8*1.25 M8 6.45 125 8 60 16 4 ° o 6.75
""" 4111-M10*1 M0 8.55 ! 10 75 20 4 ° o 9
C4M-M10M5 | Mo | 81 | 15 | 10 | 75 | 20 | a4 T 85
4111-M12*1.25 M12 10.25 125 12 75 2% 4 ° 0 10.75
""" MNMI2175 | w12 0.75 175 12 | 75 4 | 4 ° o 10.25 (-
T B e L L o
""" 4111-M14*1.5 M14 1.9 15 14 75 28 4 ° o 125
""" M2 | M4 1.4 2 “ |75 % | 4 | e o 12 S
4111-M16°2 M16 133 2 16 9 32 6 ° o 14 (
4111-M18*1 M18 16.15 1 18 90 20 6 ° o 17
i W o S B e s e S s e
ami-m202 | M20 17.4 2 18 100 40 6 ° o 18
""" 41M1-M2025 | M20 | 1665 25 18 | 100 w0 | 6 ° o | 1ws
@ Stock available © Make-to-order
:"_E
g
p>> Applicable material table ©Very suitable OSuitable -

Workpiece material

Carbon | Pre-hardened steel, Hardened steel i : Heat
i teal| Gt St | Gaguor | Mot | Mt || Copes | et
I | HB<180 | Alloy steel | ~40HRC | ~50HRC | ~60HRC e i : alloy
KTG4015 0] © O @] O
YK40F O O O
Cod@ Cutting pa@ Technical in@_ Non-standard cus@
| C161 C176 \C177-C182 | (G184
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Recommended cutting parameters

Forming tap

Stainless steel / Mild steel 5~20
Aluminium alloy 20~50
Cast aluminium alloy(Si<<10%) 15~40

Grey cast iron 15~30
Nodular cast iron 10~20
Aluminium alloy 20~50
A
Cast aluminium alloy (Si < 10%) 20~45
.Cast alurﬁiniﬂrﬁ alloy (Si = 10%) - 15~40
-

=
23
o W
o =
™
@

Thread mills

0.04~0.12

Alloy steel, Common steel 20~60 40~120 0.02~0.05

0.05-0.2

Aluminium alloy 100~250 —

Note:
The tool entering feed is less than 70% of threading feed. It is in direct proportion to the diameter of the tap. The above cut parameters are suitable for

thread cutters with helical flute. Please reduce feed rate and cutting speed by 20% ~ 40% if it is straight-flute tools.

slajoweled Bumno papualuwooay
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Technical information =

Tap

\

Parts terminology of cutting taps A\

-
= @
: > 3
58 £ 5 A-A
_ag o ©
2zg 5 x Web thickness
E Zu S 2
2 x's A= 2 IB &
S 1 —— — _ =,
o) 1 11
N
@ Al B
Chamfer length Adjusting part length Square length
Thread length
Overhang length Shank length

Overall length

Magnifying fig of chamfer and thread profile

Thread profile angle

Big diameter and Medium diameter
= and Small diameter's converse cone.

I~

‘ | |

Chamfer angleg/@ N— /" e
— - Q
Q
\ —— &t :
§ s 3
e g o
Pitch = 3 °
el B
2 =
/ Parts terminology of forming taps \
E . g
(=} [ [}
£ o 5 IS
_ &8 : g AA
© T o S X
£ c¢ ° [= ;
€ 3w x T Oil flute
‘s I
g - —H - - —— =
@ Y BL— g
Length of - 58
Squ%ezing chamfer | |Adjusting part length S
Square length RS
Thread length S
Overhang length Shank length Ws::b thickiass
Overall length

Magnifying fig of squeezing chamfer and guided threads

=
k=]
5
©
£
IS
K]
=
©
R
c
=
3
'_

Thread profile angle
Big diameter and Medium diameter

= and Small diameter's converse cone.

| %
NI AN 4

| NI A
Angle of J o B
squeezing taps | 5] © ©
s 5 &
Pitch ] T ©
=| 3| @

T T

&l =
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Technical information

- Process of tapping and tapping torques A\

When tapping nearly close to the bottom,

spindle speed and feed rate are decreasing

synchronized until to zero.

) Spindle starts reversal, round
‘ © speed and feed rate are both

Cutting (forming) chamfer
participates in machining

process. Meanwhile, the | | ‘ [ increase gradually.
tooth of correction plays = .o .
a role in correcting and N (1] ® 00 06 0 -
directing. Also, torques are Anti-
gradually reached at a peak — | clockwise
at that time. | 0of spindle -
g Adjusting tooth seceded
= gradually.
e 5
While it begins to machine, Clockwise
cutting (forming) chamfer . of spindle | / _
will get into the workpiece | . Once the tap entirely seceded,
gradually. In addition, tapping process is over.

machined torques appear to
be increased by linear.

/ Comparison of forming taps and cutting taps A\

Forming taps Cutting tap

Extrude point Chip flute

OMMS//

|
|
|
|

I
Forming cone Cutting cone
Forming thread Cutting thread

o3 —% =\

- fa .\ Fa .Y
= ® y. 5\ y: 1y
o o s Y p s
o = S\ Y
= = . W -

(=]

/ Tapping types of cutting taps \

Due to different machines, tapping types of cutting taps can be broadly divided into flexible tapping and rigid tapping. Due to different
pre-hole, it can also be divided into through-hole tapping and blind-hole tapping.
Rigid tapping: Machine tool has good precision , the spindle feed rate is consistent with the tap pitch. Used general chunks.

oy
o
=
=
g
3
5
=
(=]
=

Flexible tapping: Machine tool has poor precision, the spindle feed rate cannot be strictly in accordance with the pitch. Compensating
floating chucks should be used to compensate the error between the tapping feed and the tap pitch, so that the tap can feed in
accordance with the pitch.

Through-hole tapping: chip removal along the direction of tapping feed, so that the chip clogging and scratching and squeezing on the
machined surface caused by chips can be reduced and the accuracy of thread processing can be improved.

Bind-hole tapping: chips removal along the direction of tap shank. Increase of cutting force, which is caused by chips blocked in the
groove, can be prevented.
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Technical information

/ Features and applications of tap flute A\

C

Straight-flute taps

Helical-flute taps

Forming taps

® general performance
is good

@ high cutting edge
strength

® easy to regrind

@ small cutting torque
by machining

@ better chip-breaking
and chip removal
ability

® available for tapping
to the bottom of blind
holes

® penetrate to pre-hole
easily

@ no chips

@ high precision of
internal thread

® high tool strength

® available for tapping
to the bottom of blind
holes

@ |arge cutting torque
by machining

® bad chip-breaking
and chip removal
ability

@ cannot tapping fo the
bottom of blind holes

® bad cutting edge
strength

® easily fall in tooth
when seceding

@ only for machining of
specific material

® high requirement of
pre-hole

@ high requirement of
lubrication liquid

® for machining of high hardness
material

® material generating powdered
chips

® material easy to cause abrasion

@ tap shot through and blind hole

@ tap long through and blind hole

® material generating long curling
chips

® the hole with axial slot on inner
wall

@ for soft materials with good
toughness and ductility
@ tap through and blind hole

| Threading
Cutter

Technical information §




UORBWIOU [BOIUYIEL

=
o3
£8
o =2
Ty
(=]

RING TOOL

/ Threading tools /

Technical information

[

The common problems in tapping -

Common problems

Too large Internal thread

Wrong tap type selection

Selecting right tap according to work materials and
requirement

Pre-hole is too large

Select appropriate prehole drills

Pre-hole is off center

Improve prehole quality

Change to floated tapping method

Axial feed not equable

Mechanical feed

Use fiexible tapping

Regrinding in time or change taps

Build-up edge Adopt coated taps
Fully lubricated
Extremely high cutting speed Lower cutting speed

Insufficient lubrication or cooling

Check lubricating oil density

Increase cooling liquid pressure and volume

Wrong selection of tap tolerance level

Select taps with right tolerance

Too small internal thread

Thread disorderly buckle

Wrong selection of tap tolerance level

Select taps with right tolerance

Wrong tapping

Avoid taps bear higher axial stress in the process of tapping

The rigidity of machine tool spindle is too well

Adopt axial floated chuck

When starts tapping, force too much press on
right helical taps

When starts tapping, force too small press on left
helical taps

Decrease pressure when starts tapping

increase pressure when staris tapping

Unmatched of machine tool feed and thread pitch

Change to floated tapping

Unsmooth on internal
thread surface

Wrong selection of taps

Too high Cutting speed

Selecting right tap according to work materials and
requirement

Lower cutting speed

Insufficient cooling

Use right cooling liquid and enough volume or select taps with
inner coolant

Obstructed chip removal

Select helical flute taps

Too small pre-hole diameter

Adjust pre-hole drill

Build-up edge

Adopt coated taps

Fully lubricated

Tap breakage

Too small pre-hole

Adjust pre-hole drill

Torque is too large when tapping

Increase length of cutting chamfer

Increase cutting edge

Tap touch hole bottom

Check the depth of pre-hole

Adopt floated tapping

Pre-hole chamfer is too small, pre-hole location
or angle error

Check pre-hole

adopt floated tapping

Cutting speed is too high

Lower cutting speed

Select helical flute taps
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Technical information

Thread mills

/ Thread mills (graphic demonstration) -

Thread milling is composed of tool rotation and helical )

interpolate mill of machine tool. In a circle interpolation
‘ ‘ process, required threads are machined by using the
\ geometry shape of tool and moving axially with a pitch. i

L1

o

a: helical angle
D: large-diameter
p: pitch

1p .

Picture A Picture B

/ Arc entering method \

Thread milling can use arc
entering method and radial
entering method.

Arc entering: placidly entering
and out leads to almost no
cutting traces or vibration,
so that it is particularly
suitable for materials difficult
to be machined and precise

Threading end mills

Do
Workpiecs
Dz
Threading end mills

|

|

(i
=

i

threading. 1-2 rapid positioning 4-5 cutting-out by arc feed and interpolating
2-3 entering by arc feed and interpolating along along the Z axis at the same time
the Z axis at the same time 5-6 quick return
3-4 360 °full circle cutting interpolation and axial
maying of one pitch

(=2}
£
b=

©

@

b

| =
[

/ Thread overlap ratio A\

=
while external thread appears to be standardized tooth %
IS
The thread overlap ratio is the ratio of effective Y % Internal thread g
chimeric height of external thread and internal / / =
o
thread and the height of standard tooth. It must be £
considered before machining of internal thread pre- é
hole.
External thread
Reference dimension of large diameter small diameter of external thread D1 ____ ,
of external thread — pre-hole diameter — large diameter of external thread D SRR
Thread overlap ratio = % 100%
2*(height of standard tooth type) a=1/2x(D-D1)
h=height of standard tooth of external thread
chimerism ratio=a/hx*100%
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Technical information

/" The solutions of common problems in thread milling A\

1 s
g Adopt down milling
o Severe tool wear Unreasonable machining mode
o Adopt Arc cut-in milling.
=
% Uncoated tools/inappropriate coated Adopt Coated tool/ instead coat
g Too large overhang Decrease length of overhang
@
E Unreasonable cutting parameter Decrease the feed rate per tooth
Adopt down milling
Unreasonable machining mode
Falling on cutting edge Adopt Arc cut-in milling
Uncoated tools/inappropriate coated Adopt Coated toolfinstead coat
Too large overhang Decrease length of overhang
Unreasonable cutting parameter Decrease the feed rate per tooth
Unreasonable machining mode Adopt up milling
Thread is taper
Too large overhang Decrease length of overhang
Too large cutting force Decrease cutting force
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Roughness on internal
thread milling cutter
surface

Too long overhang

Decrease the length of overhang

Select wrong type

Select appropriate tool{e.g. tool with helix flute)

Poor chip removal

Select helix flute tap

Adopt inner cooling

Too large cutting force

Decrease cutting force

Unreasonable cutting parameter

Adjust cutting parameter

Unreasonable cutting parameter

Lower cutting speed

Increase the feed rate per tooth
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