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+ Thread Mill for Aluminum, Aluminum alloy,
non-ferrous and non-metalic materials.

o + Helical flutes with coolant thru for extra deep

threading applications.

Multi-tooth geometry.

Maximum thread length : 3xD2 (thread diameter)
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L 60° Reduced machining times for long threads.
We do not recommend using a ER Chuck.
CUTTING
|SO Z% %o Cke| Unit: mm
QI Z/¥ (Without coolant)
4HTMA 024 090 S04 M3 M3 0.5 2.5 2.4 4.7 9 45 4
4HTMA 0315 120 S04 M4 M4 0.7 3.3 3.15 6.6 12 45 4
4HTMA 039 150 S04 M5 M5 0.8 4.2 3.9 7.6 15 50 4
4HTMA 048 180 S06 M6 M6 1 5 4.8 9.5 18 60 6
4HTMA 065 240 S08 M8 M8 1.25 6.8 6.5 13.1 24 65 8
4HTMA 082 300 S10 M10 M10 1.5 8.5 8.2 15.7 30 75 10
4HTMA 099 360 S10 M12 M12 1.75 10.2 9.9 18.4 36 85 10
4HTMA 116420512 M14 M14 2 12 11.6 21 42 90 12
4HTMA 136 480 S14 M16 M16 2 14 13.6 25 48 100 14
Li5 253 (With coolant)
4HTMA 024 090 S04 M3C M3 0.5 2.5 2.4 4.7 9 45 4
4HTMA 0315 120 S04 M4C M4 0.7 3.3 3.15 6.6 12 45 4
4HTMA 039 150 S04 M5C M5 0.8 4.2 3.9 7.6 15 50 4
4HTMA 048 180 S06 M6C M6 1 5 4.8 9.5 18 60 6
4HTMA 065 240 S08 M8C M8 1.25 6.8 6.5 131 24 65 8
4HTMA 082 300 S10 M10C M10 1.5 8.5 8.2 15.7 30 75 10
4HTMA 099 360 S10 M12C M12 1.75 10.2 9.9 18.4 36 85 10
4HTMA 116 420 S12 M14C M14 2 12 11.6 21 42 90 12
4HTMA 136 480 S14 M16C M16 2 14 13.6 25 48 100 14
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m 4 Flutes Helix Thread Mill for Aluminum
= U
45 2 20)5 g HEA A EY

American UN £te| Unit: mm

H 293 (Without coolant)

AHTMA 0358 1585 S04 No.10-24 24 3.58 8.46 8 15.85 45 4
4AHTMA 0414 1798 S06 No.12-24 24 4.14 9.6 9 17.98 65 6
AHTMA 0488 1905 S06 1/4"x 20 20 4.88 10.21 8 19.05 65 6
4HTMA 0516 1905 S06 1/4"% 28 28 5.16 10.01 11 19.05 65 6
4HTMA 0615 2398 S08 5/16"x 18 18 6.15 12.7 9 23.98 65 8
4HTMA 0765 3018 S08 3/8'x 16 16 7.65 15.9 10 30.18 65 8
AHTMA 0899 3444 510 7/16x 14 14 8.99 18.16 10 34.44 75 10
4AHTMA 1034 4105 S12 1/2'x13 13 10.34 19.58 10 41.05 80 12
4AHTMA 1181 4445512 9/16"x 12 12 11.81 23.29 11 44.45 80 12
L& S84 (With coolant)
AHTMA 0358 1585 S04C No.10-24 24 3.58 8.46 8 15.85 45 4
AHTMA 0414 1798 S06C No.12-24 24 414 9.6 9 17.98 65 6
AHTMA 0488 1905 S06C 1/4"x 20 20 4.88 10.21 8 19.05 65 6
AHTMA 0516 1905 SO6C 1/4"% 28 28 5.16 10.01 11 19.05 65 6
4HTMA 0615 2398 SO8C 5/16"x 18 18 6.15 12.7 9 23.98 65 8
4HTMA 0765 3018 S08C 3/8"x16 16 7.65 15.9 10 30.18 65 8
AHTMA 0899 3444 S10C 7/16x 14 14 8.99 18.16 10 34.44 75 10
4AHTMA 1034 4105 S12C 1/2"x13 13 10.34 19.58 10 41.05 80 12
AHTMA 1181 4445 S12C 9/16"x12 12 11.81 23.29 11 44.45 80 12
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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.
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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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