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Circular Thread Milling Tools
in Solid Carbide
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Solid Carbide Circular Thread Milling Cutter

B Fixed dimension type

B Cutting Data see page 79

L
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PY2
M || DIN Oi R 3 * * *
2xD
13 L ‘ ‘ ‘
IR/IL | 15° IJ_I
-
P D=t L L @™ Number  Internal
Thread 1
mm mm mm mm mm of edges  coolant
M3 0,5 2,4 42 6,5 4 2
M4 0,7 3,15 55 9,1 6 3
M5 0,8 4,0 55 11,2 6 3
Mé 1,0 4,8 55 13,0 6 3
M8 1,25 5,95 60 17,5 6 3 v
M10 1,5 7,95 70 21,0 8 3 v
M12 1,75 9,9 75 26,25 10 4 v
M14 2,0 11,6 85 30,0 12 4 v
M16 2,0 12,0 85 34,0 12 4 v
M18 2,5 14,0 90 40,0 14 4 v
M20 2,5 16,0 920 40,0 16 4 v
\
L2 45°
B Chamfer type
B Cutting Data see page 79
Chamfer *’
on the shank O - HlEggee - SS==o T T -2 - -
f | ) ‘ ‘
L
o P2
45
M DIN 2xD Chamfer 7
13 onthe face 4 (N < )
ol ST 5
IR/IL || 15° IJ_I ] !
(= N\
Order No.
+0,02 hé
Thread P D L L, L d d, Number Internal Chamfer
mm mm mm mm mm mm mm  of edges coolant
M5 0,8 4 62 11 13,35 8 53 3 on the shank
M6 1,0 4,8 62 13 15,55 8 6,3 3 on the shank
M8 1,25 6,5 74 18 20,60 10 8,3 3 v on the shank
M10 1,5 7,95 80 22 24,80 10 10,3 3 v on the shank
M12 1,75 9,9 90 26 30,60 14 12,3 4 v on the shank
M14 2,0 11,6 100 31 34,85 16 14,3 4 v on the shank
M16 2,0 11,95 90 35 12 4 v on the face
M18 2,5 1395 110 39 41,40 20 18,3 4 v on the shank
M20 2,5 1595 100 44 16 4 v on the face
N\
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Solid Carbide Circular Thread Milling Cutter

B Fixed dimension type
B Cutting Data see page 79

MF ')1';' 2xD QI 77777777777777777777777 2 * *
IR/IL |[ 15° IJ_I L | |

-
Thread P D2 L L, clli® Number  Internal
mm mm mm mm mm of edges  coolant
M5 x 0,5 0,5 4,0 5 11,0 6 8
M6 x 0,75 0,75 4,8 55 13,5 6 3
M8 x 1 1,0 5,95 60 18,0 6 3
M10x 1,25 1,25 7,95 70 20,0 8 3 v
M12 x 1 1,5 9.9 75 26,0 10 4 v
M12x 1,25 1,25 9,9 75 26,25 10 4 v
M12x1,5 1,5 9,9 75 25,5 10 4 v
M14x1 1,0 11,6 85 30,0 12 4 v
M14x1,5 1,5 11,6 85 30,0 12 4 v
M16x1,5 1,5 11,85 85 33,0 12 4 v
M18x1,5 1,5 14,0 90 40,5 14 4 v
L M20x 1,5 1,5 16,0 90 40,5 16 4 v

B Universal type
B Cutting Data see page 79

L
PY2

MF | DN | 250 Wl mEm——— 3 * * *

IR/IL || 15° IJ_I L

(= A
Order No.
Thread P [y L L el ® Number  Internal
from mm mm mm mm mm of edges  coolant
> M10 0,5 8 70 12 8 8 v
> MT11 0,75 8 70 12 8 3 v
> M12 1,0 10 75 16 10 4 v
> M14 1,0 12 85 20 12 4 v
> M18 1,0 16 90 25 16 S v
> M22 1,0 20 105 32 20 5 v
> M14 1,5 10 75 16 10 4 v
> M16 1,5 12 85 20 12 4 v
> M20 1,5 16 90 25 16 5 v
> M24 1,5 20 105 32 20 5 v
> M16 2,0 12 85 20 12 4 v
> M20 2,0 16 90 25 16 5 v
> M24 2,0 20 105 32 20 5 v
> M24 3,0 16 90 25 16 5 v
> M27 3,0 20 105 32 20 5 v




Solid Carbide Circular Thread Milling Cutter

M Universal type

W Cutting Data see page 79
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. P2
MF | OIN | 5.0 | 4 © @ @
13 ‘"v"""""ﬂ
IR/IL | 15° IJ_I : !
-
Order No.
Thread P [D=ie L L @™ Number  Infernal
from mm mm mm mm mm of edges  coolant
> M10 0,5 8 70 12 8 3 v
> MT11 0,75 8 70 12 8 3 v
> M12 1,0 10 75 16 10 4 v
> M14 1,0 12 85 20 12 4 v
> M18 1,0 16 90 25 16 ) v
> M22 1,0 20 105 32 20 5 v
> M14 1,5 10 75 16 10 4 v
> M16 1,5 12 85 20 12 4 v
> M20 1,5 16 90 25 16 5 v
> M24 1,5 20 105 32 20 5 v
> M16 2,0 12 85 20 12 4 v
> M20 2,0 16 90 25 16 5 v
> M24 2,0 20 105 32 20 5 v
> M24 3,0 16 90 25 16 5 v
> M27 3,0 20 105 32 20 5 v
.
L2 45°
B Chamfer type
W Cutting Data see page 79
Chamfer i*

on the shank ©

- - B L — == =c—— === -

L

MF | DIN | 2xp
Chamfer
IR/IL 15° IJ_I on the face
-~
Order No.
Tiead D ah mh mm mh ofedeer e Chamter
M8 x 1 1,0 6 74 18 21 10 8,3 3 v on the shank
M10x 1 1,0 8 80 22 23,95 12 10,3 3 v on the shank
M10x 1,25 1,25 8 80 22 24,6 12 10,3 3 v on the shank
M12 x 1 1,0 9,9 90 26 29 14 12,3 4 v on the shank
M12 x 1,25 1,25 9,9 90 26 29,6 14 12,3 4 v on the shank
M12x1,5 1,5 9,9 90 26 29,25 14 12,3 4 v on the shank
M14 x 1 1,0 11,6 100 31 33,15 16 14,3 4 v on the shank
M14x1,5 1,5 11,6 100 31 33,9 16 14,3 4 v on the shank
M16 x 1,5 1,5 12 90 35 12 4 v on the face
M18x 1,5 1,5 14 110 39 42,2 20 18,3 4 v on the shank
L M20x 1,5 1,5 16 100 44 16 4 4 on the face
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Solid Carbide Circular Thread Milling Cutter

B Fixed dimension type
B Cutting Data see page 79

G |pIn
228/1 2xP L

IR/IL || 15° IJ_I

+0,02 hé
Thread Pitch/ D L L, d Number  Internal
mm mm mm mm of edges  coolant
G 1/8" 28 8,0 70 20,8 8 3 v
G 1/4" 19 9,9 75 26,7 10 4 v
G 3/8" 19 14,0 90 40,1 14 4 v
G 1/2" 14 16,0 90 41,7 16 4 v
B Universal type
B Cutting Data see page 79 L
P2
DIN O e 4 P RD
G 2xD VANV
13 L ‘ ‘ ‘
IR/IL | 15° IJ_I
Order No.
FKN (uncoated)
Thread Pitch/ D)= L L, @ @ Number  Internal DIN 653 DIN 653 DIN 653
6535 6535 6535
from mm mm mm mm of edges  coolant Form LA Form LB Form HE
G 1/4-3/8" 19 10 75 16 10 4 v 170770 170771 170772
G1/2-7/8" 14 16 90 25 16 5 v 170773 170774 170775
>G1” 11 20 105 32 20 5 v 170776 170777 170778
B Chamfer type
B Cutting Data see page 79
Chamfer

on the shank

L

G | DIN 2xD

/ f—
13 Chamfer o °
on the face  © N R, fro 'S '
IR/IL || 15° IJ_I '
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Solid Carbide Circular Thread Milling Cutter

p
Order No.
+0,02 hé
Thread Pitch/ D L L L, d d, Number Internal Chamfer
mm mm mm mm mm mm  of edges coolant
G 1/16" 28 6 74 16 18,1 10 8 3 v on the shank
G 1/8" 28 7,95 80 20 23,5 12 10 3 v on the shank
G 1/4" 19 9,9 100 27 30,8 16 13,5 4 v on the shank
G 3/8" 19 13,95 90 34 14 4 v on the face
G 1/2" 14 15,95 100 43 16 4 v on the face
G 5/8" 14 17,95 110 47 18 4 v on the face
_
B Fixed dimension type
W Cutting Data see page 79 L
P2
BSW| DIN |, o Di R 3 * *
228/1 L ‘ ‘
IR/IL || 15° IJ_I
.
Order No.
+0,02 hé
Thread Pitch/ D L L d Number Internal
mm mm mm mm of edges  coolant
5/16" 18 6,0 60 18,3 6 8 v
3/8" 16 6,0 60 19,1 6 3 v
7/16" 14 8,0 70 21,9 8 3 v
1/2" 12 8,0 70 21,2 8 3 v
5/8" 11 9,9 75 27,7 10 4 v
_
B Fixed dimension type
B Cutting Data see page 79 L
P2
BSF|DIN[ , oz e
228/1 L
IR/IL | 15° IJ_I
p
+0,02 hé
Thread Pitch/” D L L d Number  Internal DIN 6535
mm mm mm mm of edges  coolant Form UE
5/16" 22 6,0 60 18,5 6 8 v
3/8" 20 6,0 60 17,8 6 3 v
7/16" 18 8,0 70 21,2 8 3 v
1/2" 16 8,0 70 22,2 8 3 v
5/8" 14 9,9 75 27,2 10 4 v
N\
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Solid Carbide Circular Thread Milling Cutter

B Fixed dimension type
B Cutting Data see page 79

| P
UNC|ASME| , o Dt o 3 * *
B 1.1 L ‘ ‘
IR/IL || 15° IJ_I
-
+0,02 hé
Thread Pitch/” D L L, d Number  Internal
mm mm mm mm of edges  coolant
1/4" - 20 20 4,8 55 12,7 6 3
5/16" - 18 18 5,95 60 18,3 6 3 v
3/8"-16 16 7,95 70 22,2 8 3 v
7/16" - 14 14 7,95 70 21,8 8 3 v
1/2"-13 13 9,9 75 27,4 10 4 v
-
B Chamfer type
B Cutting Data see page 79
Chamfer

on the shank

L

ASME 45° ez
UNC Bs1.1 2xD Chamfer 7

B I i %’t

IR/IL || 15° |_|_| L

(= 1\
Order No.
et OO L L Ldn g e e G,
1/4" - 20 20 4,8 62 14 15,73 8 6,65 3 on the shank
5/16" - 18 18 5,95 74 18 21,9 10 8,25 3 v on the shank
3/8"-16 16 7,95 80 22 25,85 12 9,83 3 v on the shank
7/16" - 14 14 7,95 90 22 26,5 14 11,43 3 v on the shank
1/2" - 13 13 9,9 90 27 32,1 14 13 4 v on the shank
9/16" - 12 12 11,8 100 31 36,6 16 14,61 4 v on the shank
5/8" - 11 11 12,7 90 34 14 4 v on the face
3/4"-10 10 15,2 110 38 44,3 20 19,35 5 v on the shank
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Solid Carbide Circular Thread Milling Cutter

B Fixed dimension type
B Cutting Data see page 79

I 3
o] B emmmmsTes I :
UNF/ASME| , L © * *
B1.1 ] | |
IR/IL || 15° |_|_|
S
+0,02 hé
Thread Pitch/” D L L, d Number  Internal
mm mm mm mm of edges  coolant
1/4" - 28 28 4,8 55 13,6 6 8
5/16" - 24 24 5,95 60 18,0 6 3 v
3/8" - 24 24 7,95 70 21,2 8 3 v
7/16" - 20 20 7,95 70 21,6 8 3 v
1/2" - 20 20 9,9 75 26,7 10 4 v
-
B Chamfer type
B Cutting Data see page 79
Chamfer

on the shank

L

ASME 45° P
UNF B 1.1 2xD Chamfer 7
. Th o
onthefoce o) T e - —ét
IR/IL | 15° |_|_|
H L
(= 1\
Order No.
+0,02 hé
Thread Pitch/" D L L, L d d, Number Internal Chamfer
mm mm mm mm mm mm  of edges coolant
1/4" - 28 28 4,8 62 14 16,2 8 6,65 3 on the shank
5/16" - 24 24 5,95 74 18 21 10 8,25 3 v on the shank
3/8" - 24 24 7,6 80 21 23 12 9,83 3 v on the shank
7/16" - 20 20 7,95 90 22 25,55 14 11,4 3 v on the shank
1/2" - 20 20 9,9 90 26 30,43 14 13 4 v on the shank
9/16" - 18 18 12 100 30 33,35 16 14,61 4 v on the shank
5/8" - 18 18 13,5 90 33 14 4 v on the face
3/4" -16 16 17 110 38 42 20 19,35 5 v on the shank
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Solid Carbide Circular Thread Milling Cutter

B Fixed dimension type
B Cutting Data see page 79

NPT|Cone
1:16

IR/IL || 15° IJ_I

mimatic

T ool
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-
+0,02 hé
Thread Pitch/” D L L, d Number  Internal
mm mm mm mm of edges  coolant
1/16" 27 5,8 70 10 8 3 v
1/8" 27 7,6 75 10 10 3 v
1/4" 18 10,1 90 15 14 B v
3/8" 18 12,8 90 15 16 4 v
1/2" 14 16,0 90 19 20 5 v
3/4" 14 19,5 90 19 20 5 v
N\
B Chamfer type
B Cutting Data see page 79
L
450 PY2
- = _,7,7,:,1 ____________________ —
NPT| Cone| 5, p N,
1:16 )
IR/IL || 15° IJ_I
-
Order No.
+0,02 hé
Thread Pitch/“ U . L, d Number  Internal Chamfer
mm mm mm mm of edges  coolant
1/4" 18 10,1 90 15 14 3 v on the face
3/8" 18 12,8 100 15 16 4 v on the face
1/2" 14 16,0 110 19 20 5 v on the face
3/4" 14 18,5 110 19 20 5 v on the face
_
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Symbols

DIN 6535| Tool shaft without clamping surface DIN standard

Form HA I?Ilgl

DIN 6535| Tool shaft with Weldon clamping surface Thread standard
Form HB
. for right- and left hand internal thread
':'N 65|_i’E5 Tool shaft with morse taper for left hand thread modify your NC-program!
orm —

Thread depth max.

Internal coolant supply 2xD

=

15 | Helix angle

Information about Thread Milling
with Solid Carbide Circular Thread Milling Cutter

Machining Sequence

Alternative to the radial infeed
we approve In- and Outloops by
using the G-functions.

[

e
Starting position Insertion Radial setting Circular Radial back- Thread
on thread depth to nominal thread milling setting to bore is ready
thread diameter center and

reverse stroke

Types with chamfer

Chamfer Chamfer
on the shank on the face
45°
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Cutting Data Reference Values
for Solid Carbide Circular Thread Milling Cutters

Material to be machined Strength Cutting Sgeed Countersink feed f Feed per tooth fz*
N/mm?2 Vc (m/min.) mm/U mm
Unalloyed steel < 800 80 - 160 0,19 0,03-0,06
<1000 60 - 130 0,19 0,03 -0,06
Alloyed and unalloyed steel <1200 50-100 0,17 0,01-0,05
> 1200 60 - 80 0,15 0,01 - 0,05
High-speed steel 800 - 1000 50-100 0,15 0,01 - 0,05
Stainless steel V2A 50-100 0,18 0,03 - 0,06
V4A 60 - 80 0,18 0,03 -0,06
Grey cast iron 80 - 160 0,27 0,03 -0,06
Spherulitic graphite iron 80 - 160 0,24 0,03 - 0,06
Malleable cast iron 80 - 160 0,24 0,03 - 0,06
Aluminium (alloys) 200 - 400 0,27 0,05-0,15
Cooper (alloys) 200 - 400 0,27 0,05-0,15
Aluminium special alloys 200 - 350 0,30 0,05-0,15
Cooper alloys, short-chipping 200 - 400 0,27 0,05-0,15
Thermoplastic 250 - 300 0,05-0,15
Thermosetting plastic and fibre- 250 - 300 0,05-0,15
reinforced plastic
Nickel alloys 40 - 50 0,12 0,01 - 0,05
Titan alloys 50 - 60 0,14 0,01 -0,03

* TINAMATIC coating on ultra fine grit with highest toughness, paired with high hardness.
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Cutting Data Reference Values
for Solid Carbide Circular Thread Milling Cutters

TINAMATIC*

Material to be machined Strength Cutting Seeed Countersink feed f Feed per tooth fz*

N/mm? Vc (m/min.) mm/U mm
Unalloyed steel < 800 80 - 160 0,19 0,03 -0,06

<1000 60 - 130 0,19 0,03 -0,06
Alloyed and unalloyed steel <1200 50 - 100 0,17 0,01 -0,05

> 1200 60 - 80 0,15 0,01 -0,05
High-speed steel 800 - 1000 50 - 100 0,15 0,01 -0,05
Stainless steel V2A 50 - 100 0,18 0,03-0,06

V4A 60 - 80 0,18 0,03 -0,06

Grey cast iron 80 - 160 0,27 0,03 -0,06
Spherulitic graphite iron 80 - 160 0,24 0,03 - 0,06
Malleable cast iron 80 - 160 0,24 0,03 -0,06
Aluminium (alloys) 200 - 400 0,27 0,05-0,15
Cooper (alloys) 200 - 400 0,27 0,05-0,15
Aluminium special alloys 200 - 350 0,30 0,05-0,15
Cooper alloys, short-chipping 200 - 400 0,27 0,05-0,15
Thermoplastic 250 - 300 0,05-0,15
Thermosetting plastic and fibre- 250 - 300 0,05-0,15
reinforced plastic
Nickel alloys 40 - 50 0,12 0,01 - 0,05
Titan alloys 50 - 60 0,14 0,01-0,03

* TINAMATIC coating on ultra fine grit with highest toughness, paired with high hardness.
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