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CUTTING

- X .
Z0IX Coating H e Rof

Pitch

0.25
0.25
0.25
0.25
0.3
0.3
0.35
0.35
0.35
0.4
0.4
0.4
0.4
0.45
0.45
0.45
0.45
0.45
0.45
0.5
0.5
0.5
0.5
0.6
0.7
0.7
0.7
0.8
0.8
0.8

1.25
1.25
1.25
1.5
1.5
1.5
1.75
1.75
1.75

DATA
_ 382P
|So = A SI-E
o3| 74
Order Number

Thread
4STMA 0072 020 S04 M1 M1
4STMA 0072 025 S04 M1 M1
4STMA 009 024 S04 M012 M1.2
4STMA 009 030 S04 M012 M1.2
4STMA 0095 028 S06 M014 M1.4
4STMA 0095 035 S06 M014 M1.4
4STMA 011 032 S06 M016 M1.6
4STMA 011 040 S06 M016 M1.6
4STMA 012 050 SO3 M016 M1.6
4STMA 014 040 S06 M2 M2
4STMA 014 050 S06 M2 M2
4STMA 0155 062 S03 M2 M2
4STMA 0155 062 S06 M2 M2
4STMA 016 044 S06 M022 M2.2
4STMA 016 055 S06 M022 M2.2
4STMA 018 050 S06 M025 M2.5
4STMA 018 0625 S06 M025 M2.5
4STMA 0195 077 S03 M025 M2.5
4STMA 0195 077 S06 M025 M2.5
4STMA 024 060 S06 M3 M3
4STMA 024 075 S06 M3 M3
4STMA 024 092 S03 M3 M3
4STMA 024 092 S06 M3 M3
4STMA 0275 108 S06 M035 M3.5
4STMA 031 080 S06 M4 M4
4STMA 031 100 S06 M4 M4
4STMA 0315 123 S06 M4 M4
4STMA 038 100 S06 M5 M5
4STMA 038 125 S06 M5 M5
4STMA 0405 154 S06 M5 M5
4STMA 046 120 S06 M6 M6
4STMA 046 150 S06 M6 M6
4STMA 048 185 S06 M6 M6
4STMA 062 160 S10 M8 M8
4STMA 062 200 S10 M8 M8
4STMA 065 246 S08 M8 M8
4STMA 075 200 S10 M10 M10
4STMA 075 250 S10 M10 M10
4STMA 082 308 S10 M10 M10
4STMA 090 240 S10 M12 M12
4STMA 090 300 S10 M12 M12
4STMA 099 370 S10 M12 M12
4STMA 115320 S12 M16 M16
4STMA 115400 S12 M16 M16
4STMA 119490 S12 M16 M16
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Tough and strong edge design for threading in hardened steels.

Deliver improved cutting and chip removal, reducing the risk of the
cutting tool breaking off inside of hole.
Tip shape reduces cutting resisitance and supresses tool bending.

Drastically reduces tool breakage.

M EE
Teeth Diameter
Zt D

0.72
0.72
0.9
0.9
0.95
0.95
1.1
1.1
1.2
1.4
1.4
1.55
1.55
1.6
1.6
1.8
1.8
1.95
1.95
2.4
24
2.4
2.4
2.75
3.1
3.1
3.15
3.8
3.8
4.05
4.6
4.6
4.8
6.2
6.2
6.5
7.5
7.5
8.2

9.9
11.5
11.5
11.9
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f&%
Effective
Length

L2

10.8

12.3
10
12.5
15.4
12
15
18.5
16
20
24.6
20
25
30.8
24
30
37
32
40
49

ctgl Unit: mm

k]
Overall Length
L

25 (Without coolant)

45
45
45
45
50
50
50
50
40
50
50
40
60
50
50
50
50
40
60
50
50
40
60
60
50
50
60
50
50
60
50
50
60
70
70
65
70
70
80
80
80
85

100

100
95
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4 Flutes Short Flute Thread Mill for Aluminum

;’_@M 44t ot20ls XL Be L maca)

ISO 252

-II)Il

oo™ Cke| Unit: mm
98 F93 (Without coolant)

4STMA 140 360 S16 M18 M18 2.5 4 3 14 36 135 16

4STMA 140450 S16 M18 M18 2.5 4 3 14 45 135 16

4STMA 150 400 S16 M20 M20 2.5 4 3 15 40 135 16

4STMA 150 500 S16 M20 M20 2.5 4 3 15 50 135 16

4STMA 159 613 S16 M20 M20 2.5 4 3 15.9 61.3 115 16

L5 289 (With coolant)

4STMA 031 080 S06 M4C M4 0.7 4 3 3.1 8 50 6

4STMA 031 100 S06 M4C M4 0.7 4 3 3.1 10 50 6

4STMA 038 100 S06 M5C M5 0.8 4 3 3.8 10 50 6

4STMA 038 125 S06 M5C M5 0.8 4 3 3.8 12.5 50 6

4STMA 046 120 S06 M6C M6 1 4 3 4.6 12 50 6

4STMA 046 150 S06 M6C M6 1 4 3 4.6 15 50 6

4STMA 048 185 S06 M6C M6 1 4 3 4.8 18.5 60 6

4STMA 062 160 S10 M8C M8 1.25 4 3 6.2 16 70 10

4STMA 062 200 S10 M8C M8 1.25 4 3 6.2 20 70 10

4STMA 065 246 S08 M8C M8 1.25 4 3 6.5 24.6 65 8

4STMA 075 200 S10 M10C M10 1.5 4 3 7.5 20 70 10

4STMA 075 250 S10 M10C M10 1.5 4 3 7.5 25 70 10

4STMA 082 308 S10 M10C M10 1.5 4 3 8.2 30.8 80 10

4STMA 090 240 S10 M12C M12 1.75 4 3 9 24 80 10

4STMA 090 300 S10 M12C M12 1.75 4 3 9 30 80 10

4STMA 099 370 S10 M12C M12 1.75 4 3 9.9 37 85 10

4STMA 115320 S12 M16C M16 2 4 3 11.5 32 100 12

4STMA 115400 S12 M16C M16 2 4 3 11.5 40 100 12

4STMA 119490 S12 M16C M16 2 4 3 11.9 49 95 12

4STMA 140 360 S16 M18C M18 2.5 4 3 14 36 135 16

4STMA 140 450 S16 M18C M18 2.5 4 3 14 45 135 16

4STMA 150 400 S16 M20C M20 2.5 4 3 15 40 135 16

4STMA 150 500 S16 M20C M20 2.5 4 3 15 50 135 16

4STMA 159613 S16 M20C M20 2.5 4 3 15.9 61.3 115 16
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4E TM Cutting Condition

| AR g§32/372 13=g 2205 AH|QlE| A
Material Alloy Steel/ Tool Steel Hardened Steels Aluminum Stainless Steel
ZAE Hardness ~30HRC 35 ~45HRC
TAP v/C FZ v/C FZ v/C FZ v/C FzZ
M3 50~ 70 0.01~0.02 45~55  0.005~0.01 100~130 0.03~0.04 70~80  0.015~0.025
M4 50 ~70 0.01~0.02 45~55  0.005~0.01 100~130 0.03~0.04 70~80  0.015~0.025
M5 50 ~70 0.01~0.02 45~55  0.005~0.01 100~130 0.03~0.04 70~80  0.015~0.025
M6 50~ 70 0.02~0.03 45~55  0.01~0.015 100~130 0.04~0.05 70~80  0.025~0.035
M8 50 ~70 0.02~0.03 45~55  0.01~0.015 100~130 0.04~0.05 70~ 80 0.03~0.04
M10 50~ 70 0.02~0.03 45~55  0.015~0.02 100~130 0.05~0.06 70 ~ 80 0.03~0.04
M12 50 ~70 0.03~0.04 45~55  0.02~0.025 100~130 0.06~0.07 70 ~ 80 0.03~0.04
M16 50 ~ 70 0.03~0.04 45~55  0.02 ~0.025 100~130 0.06~0.07 70 ~ 80 0.04 ~ 0.05
4M TM Cutting Condition
A 33/ 3+4 13E3 2205 AH|QIZ| A
Material Alloy Steel/ Tool Steel Hardened Steels Aluminum Stainless Steel
A& Hardness ~30HRC 35~45HRC
TAP V/C Fz V/C FzZ V/C FzZ V/C Fz
M1 50~70 0.005~0.01 55~65 0.005~0.01 100~130 0.02~0.34 70 ~ 85 0.005 ~ 0.01
M2 50~70 0.005~0.01 55~65  0.005~0.01 100~130 0.02~0.34 70 ~ 85 0.005 ~ 0.01
M3 50 ~70 0.01~0.02 55~ 65 0.01~0.02 100~130 0.02~0.34 70 ~ 85 0.005 ~ 0.01
M4 50~ 70 0.01~0.02 55~ 65 0.01~0.02 100~130 0.04~0.05 70 ~ 85 0.01 ~0.02
M5 50~ 70 0.02~0.03 55~ 65 0.02~0.03 100~130 0.04~0.05 70 ~ 85 0.01 ~0.02
M6 50 ~ 70 0.02 ~0.03 55 ~ 65 0.02 ~0.03 100~130 0.05~0.06 70 ~ 85 0.02 ~0.03
45 TM Cutting Condition
A 438/ 3+4 13E 2205 AH|QIZ|AZ
Material Alloy Steel/ Tool Steel Hardened Steels Aluminum Stainless Steel
A& Hardness ~30HRC 35~45HRC
TAP \/[¢ Fz V/C Fz V/C FzZ V/C Fz
M3 50 ~70 0.01~0.02 55~65 0.008 ~0.01 100~130 0.03~0.04 70 ~ 85 0.01~0.02
M4 50~ 70 0.01 ~0.02 55~65 0.008 ~0.01 100~130 0.03~0.04 70 ~ 85 0.01 ~0.02
M5 50~ 70 0.01~0.02 55~ 65 0.01~0.02 100~130 0.03~0.04 70 ~ 85 0.01~0.02
M6 50~ 70 0.01~0.02 55~ 65 0.01 ~0.02 100~130 0.04~0.05 70 ~ 85 0.02 ~0.03
M8 50~ 70 0.02~0.03 55~ 65 0.02~0.03 100~130 0.04~0.05 70 ~ 85 0.02~0.03
M10 50~ 70 0.02~0.03 55~ 65 0.02~0.03 100~130 0.05~0.06 70 ~ 85 0.03~0.04
M12 50~70 0.02~0.03 55~ 65 0.02~0.03 100~130 0.06~0.07 70 ~ 85 0.05~0.06
M16 50 ~ 70 0.03~0.04 55 ~ 65 0.03 ~ 0.04 100~130 0.06 ~0.07 70 ~ 85 0.05 ~ 0.06
4HTM Cutting Condition
oA §4238d/3+% 13=g Y205 AH|QlE| A
Material Alloy Steel/ Tool Steel Hardened Steels Aluminum Stainless Steel
ZAE Hardness ~30HRC 35 ~45HRC
TAP v/C FZ v/C FzZ v/C FzZ v/C FzZ
M3 50~ 70 0.01~0.02 50~60  0.005~0.008 100~130 0.03~0.04 70 ~ 85 0.01~0.02
M4 50~ 70 0.01~0.02 50~60  0.005~0.008 100~130 0.03~0.04 70 ~ 85 0.01~0.02
M5 50 ~70 0.01~0.02 50 ~ 60 0.01~0.02 100~130 0.03~0.04 70 ~ 85 0.01~0.02
M6 50~ 70 0.01 ~0.02 50 ~ 60 0.01 ~0.02 100~130 0.04~0.05 70 ~ 85 0.02 ~0.03
M8 50 ~70 0.02 ~0.03 50 ~ 60 0.02 ~0.03 100~130 0.04~0.05 70 ~ 85 0.02 ~0.03
M10 50~ 70 0.02~0.03 50 ~ 60 0.02 ~0.03 100~130 0.05~0.06 70 ~ 85 0.03~0.04
M12 50~ 70 0.02~0.03 50 ~ 60 0.02~0.03 100~130 0.06~0.07 70 ~ 85 0.05~0.06
M16 50 ~ 70 0.03~0.04 50 ~ 60 0.03~0.04 100~130 0.06~0.07 70 ~ 85 0.05 ~ 0.06

Tt Hure ¥ .
37 22| Of f (mm/tooth) B LIAZES 01 ThE| 30% 4Z02 L3 FAAR.
A7\ MMZAS 2 4300102, A THBAIIHS B4, 713 2, 38 7|70 wet 22047 2% shic.

=7y o
AN Y, 57E SUE AFES FeiLCL

Using shrink-fit chuck is recommeded.
When the tool approaches the work material, reduce the feed by 30%.

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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Your specials are our standards.
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