4 Flutes Pipe Taper Thread Mills for Aluminum
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Thread Mills for Aluminum, Aluminum alloys, Non-ferrous,
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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Qe Za3 (Without coolant)
4BSTMA 059 103 S06 1/167,1/8~ 28 4 11 5.9 10.3 60 6
4BSTMA 0765 103 S08 1/8~ 28 4 11 7.65 10.3 60 8
4BSTMA 099 152 S10 1/47,3/8" 19 4 11 9.9 15.2 70 10
4BSTMA 1115152512 3/8~ 19 4 11 11.15 15.2 70 12
4BSTMA 1425 224 S16 1/27,3/47 14 4 12 14.25 22.4 90 16
4BSTMA 160 285 S16 1,11/4",11/2", 2" 11 4 12 16 28.5 105 16

L& 298 (With coolant)
4BSTMA 059 103 S06C 1/167,1/8~ 28 4 11 5.9 10.3 60 6
4BSTMA 0765 103 S08C 1/8~ 28 4 11 7.65 10.3 60 8
4BSTMA 099 152 S10C 1/47,3/8" 19 4 11 9.9 15.2 70 10
4BSTMA 1115152 S12C 3/8~ 19 4 11 11.15 15.2 70 12
4BSTMA 1425 224 S16C 1/27,3/47 14 4 12 14.25 22.4 90 16
4BSTMA 160 285 S16C 111/4",11/2", 2" 11 4 12 16 28.5 105 16
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+ 1. Drill holes using drilling.
2. Cut with a taper end mill at 1°47".
3. Thread milling for threading operations.
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WorkF/IateriaI Aluminum alloys Stainless steels Str”d“rallertae;g/stci%?fs’" Steels Alloy Steels / Pre-hardened Steels
AL7075 SUS304 / SUS316 SS/SC/FC NAK80 / KP4M
A& Hardness ~30HRc 40~45HRc
TAP V/C FZ v/C Fz v/C FzZ v/C FzZ
1/16.28C BSPT 0.03~0.04 0.02 ~0.03 0.01 ~0.02 0.01 ~0.02
1/8/28CBSPT 0.03~0.04 0.02 ~0.03 0.01 ~0.02 0.01 ~0.02
1/4.19C BSPT 120~ 150 0.05~0.06 70~ 85 0.03 ~0.04 50~ 65 0.02 ~0.03 40 ~ 50 0.02 ~0.03
3/8.19C BSPT 0.05 ~ 0.06 0.03 ~0.04 0.02 ~0.03 0.02 ~0.03
1/2(3/4).14CBSPT 0.05 ~0.06 0.03~0.04 0.02 ~0.03 0.02 ~0.03
1".11CBSPT 0.05 ~ 0.06 0.03 ~0.04 0.02 ~0.03 0.02 ~0.03
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A3 X Aluminum alloys Stainless steels Alloy Steels / Pre-hardened Steels Heat-treated steels / Hardened Steels
Work Material AL7075 SUS304 / SUS316 NAK80 / KP4M SKD11 / SKD61
4E Hardness 40 ~ 45HRc 55 ~ 62HRc
TAP V/C FZ v/C FZ V/C FZ v/C FZ
1/16/27C 0.04 ~0.05 0.02 ~0.03 0.02 ~0.03 0.02 ~0.03
1/4/18C N 0.05~ 0.06 N 0.03~0.04 N 0.02 ~0.03 3 0.02~0.03
1/2/14C 120~250 0.06 ~ 0.07 70~85 0.05 ~0.06 SO 0.02 ~0.03 40~30 0.02 ~0.03
1"'/11.5C 0.06 ~ 0.07 0.05 ~ 0.06 0.03 ~0.04 0.03 ~ 0.04
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Work&aterial Aluminum alloys Stainless steels Str“““ﬁgf;géﬁ%ﬁg" Steels Alloy Steels / Pre-hardened Steels
AL7075 SUS304 / SUS316 SS/SC/FC NAK80 / KP4M
A& Hardness ~30HRc 40 ~ 45HRc
TAP v/C FZ v/C FzZ v/C FzZ v/C FzZ
1/16.27C NPT 0.03~0.04 0.02 ~0.03 0.01~0.02 0.01~0.02
1/8/27C NPT 0.03~0.04 0.02 ~0.03 0.01 ~0.02 0.01 ~0.02
1/4.18C NPT 120~ 150 0.05~0.06 70~ 85 0.03 ~0.04 50~ 85 0.02 ~0.03 40 ~ 50 0.02 ~0.03
3/8.18CNPT 0.05~0.06 0.03 ~0.04 0.02 ~0.03 0.02 ~0.03
1/2(3/4),14C NPT 0.05 ~0.06 0.03~0.04 0.02 ~0.03 0.02~0.03
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+ Change the number of feeds according to the workpiece material.

(Three or more feeds are recommended for thread milling of hardened steel.)

Modify the diameter correction value after measuring the gauge of screw plug.

When using the tool with long effective length, please reduce the speed of threading feed.

Shrink fit chuck is recommended.

During the approach of the tool to the workpiece, please reduce the feed F value (mm/tooth) to 30% of the feed for threading.
The above cutting condition is just for reference.

You may modify depending on the processing shape, purpose of processing, and the machine you use.
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Your specials are our standards.
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