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Mill - Thread Inserts and Kits
ﬂ%ﬁi%ﬁﬂﬁ*ﬂ%ﬁ

Mill-Thread tools for threading on CNC milling machines
by using helical interpolation programs Fig4iE iz FEEEHR SR

Advantages of Mill-Thread Tools

o Sarr?e rfoo!jhol%elr ?nﬂ inijer; candproduce both ® Improved productivity thanks to increased cutting
|r-iﬂ t-hand and left-hand threads. speeds and multitooth type carbide inserts.
ETEERY DAFAN 7] | BT A SRLTHI A F IR WEESE 8= e R 2 R EES
oA s?ngﬂﬁnsert & tooqf'ntcﬁfer can pro%ce agiven e Té%?i“ﬁ*‘tg‘gﬁ*’ﬁa“%* sus fjl{ih%?ﬁm? Eo)fe.
thread on maréz diameters gExternaI & Internal). E[EETE) ?ﬁg?ﬁﬂﬁ?b nulmwmrmgzyfuﬁmaﬂ .
—,’Pn)%#uﬁﬂ uﬁBfDl]IifF%I’il g]zz#uarmm ® Longer tool life thanks to a special multilayer coating
® Prismatic shape of insert's tail ensures exact and process
reliable clamping in the toolholder. BHNZESEERKTIESS
o ﬂ’gsﬂgﬁﬁﬁﬁfge do%ﬁgﬁcﬁag‘h?ﬁnaggmo e Lower tooling costs, considerably less expensive than
. ! using taps and dies.
cutting edges. LR BARFIT R, MAE, BE,

° I ré’é ’ﬁs Qﬁ&ﬁé‘fd iﬁgrﬁgtﬂﬁ)t ggzjs ® Since lower machine power is required, a smaller
“—IATT

24T —I% machine can produce larger threads in a single
o MT toﬁs can produce tapered threads. : - -

operation with less idle time and tool changes.

MTURE e 7] A LAAD T 68 B4R A R%ﬁ%ﬁﬁﬁﬂqupmﬁ, AUBRET AN T ARTIBEY, —f.\@\aﬁ%wﬁmmwrﬂo
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Mi" - Thread Inserts ﬂgﬁiﬁﬂ)ﬂi @ Carmex Precision Tools Ltd.

ISO =EF-so

1256
Pitch

0.5
0.5
0.75
0.75
1.0
1.0
1.25
1.25
1.5
1.5
1.75
1.75
2.0
2.0
25
2.5
3.0
3.0
3.5
3.5
4.0
4.0
4.5
4.5
5.0
5.0
5.5
5.5
6.0
6.0

H
T

R/5h

Ext.
Int.
Ext.
Int.
Ext.
Int.
Ext.
Int.
Ext.
Int.
Ext.
Int.
Ext.
Int.
Ext.
Int.
Ext.
Int.
Ext.
Int.
Ext.
Int.
Ext.
Int.
Ext.
Int.
Ext.
Int.
Ext.
Int.

12

*1210.5 ISO

*1210.75 ISO

*1211.0 ISO

*1211.251SO

*1211.5 ISO

6.3
2.9

14

141 0.5 ISO
14 E0.75 ISO
141 0.75 ISO
14E1.0 ISO
141 1.0 1SO
14 E1.25 ISO
141 1.25 ISO
14E1.5 ISO
141 1.5 1SO
14 E1.75 ISO
141 1.75 1SO
14E2.0 I1SO
141 2.0 ISO
14E25 ISO
141 2.5 ISO

7.5
3.1

TIRFAB=A

Insert Size = A
21

21 E1.0
211 1.0

ISO
ISO

21 E1.5
21115

ISO
ISO

211 1.751SO
21 E2.0 I1SO
211 2.0 I1SO
21 E25 ISO
211 25 1SO
21 E3.0 ISO
211 3.0 I1SO

211 3.5 1SO

12
4.7

Order example: 1411.5I1SOMT7 1754 : 1411.51SO MT7
*One cutting edge s —PMEI7T]

VAYAYAVAVAVAYA

) M

P —

30

30E1.51SO
301 1.51SO

30E 2.01SO
301 2.01SO

30E 3.01SO
301 3.01SO
30E 3.51S0O
301 3.51S0
30 E 4.01SO
301 4.01SO

301 4.51SO

301 5.01SO

301 55180

16
5.5

40

40E 1.51SO
401 1.51SO

40E 2.01SO
401 2.01SO

40 E 3.01SO
401 3.01SO

401 3.51SO
40E4.01SO
401 4.01SO

401 4.51SO
40E 5.0 1SO
401 5.01SO

401 5.51S0
40 E 6.0 ISO
401 6.01SO

20
6.3

w15 86-21-58428888
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e Mill - Thread Inserts

w15 86-21-58428888

UN unc, unFUNEFUNS  s=m-uN
— e
AAAAAAA
‘e |
TG =A M Tl
Insert Size = A
12 14 21 30 40
32 Ext. 14 E 32 UN
32 Int. *12132 UN 141 32 UN
28 Ext. 14 E 28 UN
28 Int. *12 128 UN 141 28 UN
27 Ext.
27 Int. 141 27 UN
24 Ext. 14 E 24 UN 21 E 24 UN
24 Int. *12 124 UN 141 24 UN 211 24 UN
20 Ext. 14 E 20 UN 21 E 20 UN 30 E 20 UN
20 Int. *12 120 UN 141 20 UN 211 20 UN 301 20 UN
18 Ext. 14 E 18 UN 21 E 18 UN 30 E 18 UN
18 Int. *12118 UN 141 18 UN 211 18 UN 301 18 UN
16 Ext. 14 E 16 UN 21 E16 UN 30 E 16 UN 40E 16 UN
16 Int. *12116 UN 141 16 UN 211 16 UN 301 16 UN 401 16 UN
14 Ext. 14 E 14 UN 21 E14 UN 30 E 14 UN 40E 14 UN
14 Int. 141 14 UN 211 14 UN 301 14 UN 401 14 UN
12 Ext. 14 E12 UN 21 E12 UN 30 E 12 UN 40E 12 UN
12 Int. 141 12 UN 211 12 UN 301 12 UN 401 12 UN
1 Ext. 14 E 11 UN 21 E 11 UN
1 Int. 141 11 UN
10 Ext. 14 E10UN 21 E10 UN 30 E 10 UN 40E 10 UN
10 Int. 141 10 UN 211 10 UN 301 10 UN 401 10 UN
9 Ext.
9 Int. «+»141 9UN
8 Ext. 30E 8 UN 40E 8 UN
8 Int. 211 8UN 30 | 8UN 401 8 UN
7 Ext.
7 Int. 211 7UN
6 Ext. 30E 6 UN 40E 6 UN
6 Int. 301 6UN 401 6 UN
5 Ext.
5 Int. 301 5UN
45 Ext
4.5 Int. 401 4.5UN
4 Ext
4 Int. 401 4 UN
H 6.3 7.5 12 16 20
T 2.9 3.1 4.7 55 6.3
Order example: 211 T8 UNMT7 iT55#¥zt: 21118 UN MT7
*One cutting edge sk BFEHEELIEIT]
** Cannot be used with carbide shank Toolholders. k% FgEFRERES T I

1% A . 86-21-58423636
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WHIT &sw, gsr, Bsp REBRIBH

— e
. I“ l .

TIR 418 = A DI S RN Py

24 14-24 W

20 14-20 W 21-20 W

19 *12-19W 14-19 W 21-19 W

16 14-16 W 21-16 W 30-16 W

14 14-14 W 21-14 W 30-14 W

11 14-11 W 21-11 W 30-11 W 40-11 W
8 40- 8 W
H 6.3 7.5 12 16 20

T 2.9 3.1 47 5.5 6.3

* One cutting edge %k EAEEIHEIT]
Order example: 21-1TW MT7 T4 21-11 W MT7

BSPT sserazignsgemn, AATA, sMaW

P2

T A=A

19 12-19 BSPT 14-19 BSPT

14 14-14 BSPT 21-14 BSPT

1 21-11 BSPT 30-11 BSPT 40-11 BSPT
H 6.3 7.5 12 16 20

T 2.9 3.1 4.7 5.5 6.3

Order example: 14-19 BSPTMT7  iTE# = : 14-9 BSPT MT7
For conical preparation end mills see page 221 #H28E7] 1122151

W35 86-21-58428888 45 A 86-21-58423636 LR R AT R AR AR 352485
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NPT E1RLY

18 12-18 NPT 14-18 NPT

14 14-14 NPT 21-14 NPT

11.5 21-11.5 NPT 30-11.5 NPT 40-11.5 NPT
8 30- 8 NPT 40- 8 NPT
H 6.3 75 12 16 20
T 2.9 3.1 4.7 5.5 6.3

Order example: 30-11.5 NPT MT7

NPTF NPTF+ 223 E IR

HERNDAZREN, TRATA. SMRLINT

iTH=#E: 30-11.5 NPTMT

12-18 NPTF 14-18 NPTF
14-14 NPTF 21-14 NPTF

11 5 21-11.5 NPTF 30-11.5NPTF |  40-11.5 NPTF

8 30- 8 NPTF | 40- 8 NPTF

H 6.3 75 12 16 20

T 2.9 3.1 47 55 6.3

Order example: 21-14NPTFMT7 iTE5#$z(: 21-14 NPTF MT7
For conical preparation end mills see page 221 28571 22101

w15 80-21-58428888
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BRI/ AT T A, FMRX

e I

P S N

TIR#E=A

18 *12-18 NPS 14-18 NPS
14 14-14 NPS 21-14 NPS
1.5 21-11.5 NPS 30-11.5 NPS 40-11.5 NPS
8 30- 8 NPS 40- 8 NPS
H 6.3 7.5 12 16 20
T 2.9 3.1 4.7 55 6.3
Order example: 30-11.5NPSMT7  iT5iz0#: 30-11.5 NPS MT7
*One cutting edge % —MTIEI7]
=+
NPSF npsr-Fmsimiziss
HEITIRRILANIA. JMEX 5
HJ %
IIIIIIIIIIIIIIIIIIIIII L——ggigg——J o T e
TRAE=A
18 *12-18 NPSF 14-18 NPSF
14 14-14 NPSF 21-14 NPSF
1.5 21-11.5 NPSF 30-11.5 NPSF 40-11.5 NPSF
8 30- 8 NPSF 40- 8 NPSF
H 6.3 7.5 12 16 20
T 29 3.1 4.7 55 6.3
Order example: 21-14 NPSF MT7 T4 : 21-14 NPSF MT7
*One cutting edge sk —PMEIT]
—

w15 80-21-58428888
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PG-DIN 40430 =7&E%i85—PG-DIN 40430

Ve
HEREZDREILAINIA. FMEX
H
Same Insert for External and
e

Internal thread

TIRMB=A
8 14-18 PG 21-18 PG
(PG 9, 11, 13.5, 16) (PG 16)
6 21-16 PG 30-16 PG
(PG 21, 29, 36, 42, 48) (PG 36, 42, 48)
H 75 12 16
T 3.1 47 5.6

Order example: 21-18 PGMT7  JTER=4¥: 21-18 PG MT7
UN J UNJ-ZEERMZAMRIENX
RISELY T 515/16

Inserts for External thread

7R REERTIMEN (2 )

o)

24 Ext. 14 E 24 UNJ 21 E 24 UNJ
20 Ext. 14 E 20 UNJ 21 E 20 UNJ
18 Ext. 14 E 18 UNJ 21 E18 UNJ
16 Ext. 14 E 16 UNJ 21 E 16 UNJ
14 Ext. 14 E 14 UNJ 21 E14 UNJ
12 Ext. 14 E 12 UNJ 21 E 12 UNJ

H 7.5 12

T 3.1 4.7

Order example: 21E 16 UNJMT7 iTEiz0#¥: 21E 16 UNJ MT7
For internal UNJ threads it is common to use UN inserts as partial profile. UNJRIZ40GEEFHUNAZEF IR (2)

FEHIANN ERRIATTEEFZHBIR, ENUNIHRBUERR™ . UNJRIRSTFRERAS/M16XP, iR
UNRSRLUF 5 91/4XP, ElLL; IBiE EAREUNRIRSAFEESUNJISMERIBEC, EETTRER FRANRIGAE
NEENIMER

W35 86-21-58428888 A 86-21-58423636 LR R AT R AR AR 352485
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American Buttress =z=mwisizs

ABUTIEX 7] A R— 1 EAIXATA. MBS+ JL

TIAHE=A

16 21 -16 ABUT 30 - 16 ABUT
12 21 -12 ABUT 30 - 12 ABUT
10 21 -10 ABUT 30 - 10 ABUT
8 21 - 8 ABUT 30- 8ABUT
6 30- 6ABUT
4 *30- 4ABUT 40 - 4 ABUT
H 12 16 20
T 4.7 5.6 6.3

Order example: 30 -6 ABUTMT7 1T =(#¥: 30-6 ABUT MT7
*Inserts to be used only on Multi-Insert toolholders see page 155 % 7] BEEAF 25 7] & 15571

ACME AcmE=siiaigs

frmena JW l

12 Int. 21 112 ACME 30112 ACME
10 Int. 21110 ACME 30110 ACME
8 Int. 211 8 ACME 301 8 ACME
6 Int. 301 6ACME
5 Int. 301 5ACME
4 Int. *301 4ACME 4014 ACME
3.5 Int 4013.5 ACME
3 Int. «x40 13 ACME
H 12 16 20
T 4.7 5.6 6.3

Order example: 21 |8 ACME MT7 iTE50#%: 2118 ACME MT7
* Inserts to be used only on Multi-Insert toolholders see page 155 % 7] REEAF Z157]£(8)155T1
**One cutting edge  sksk —PMTIEIT]

W45 86-21-58428888 45 A 86-21-58423636 L AR R AT A 382485
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ISONIRN KT HER

Internal ISO Kits

SRR RCE

MTK 12 11SO | MTK 141 1SO
__INSERTS __INSERTS
1210.75 ISO 1411.01SO 2 Pcs
1211.0 I1SO 2 Pcs 1411.51S0O 2 Pcs
1211.251SO 1412.01SO 2 Pcs
1211.5 1ISO 2 Pcs
TOOLHOLDER TOOLHOLDER
SR 0009 H12 SR 0017 H14
KEY KEY
K12 K14
SCREW SCREW
S12 S14

Order example : MTK 14 11SO

w15 80-21-58428888

1% A . 86-21-58423636

LR R R AR R #2485
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Product Identification = miniR 152
Single Insert Toolholders B7R 7 153
Long Shank Toolholders K7 153
Twin Insert Toolholders W7D/ 7ItF 154
Multi Insert Toolholders Z2NRDE 155

External Multi Insert Toolholders 2 7] K 4ME4 71 £155
Long Carbide Shank Toolholders f@FE&&1<7I#F 156
Carbide Shank Toolholders for Singl 156
Point Threading

BREETTRNBIRI A

W45 86-21-58428888 f A 86-21-58423636 L HE R R A A #2485
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Product Ildentification ===
Mill-Thread Toolholders Ordering Codes 12455 7J#FiT $5 4783

= 3 2 GE EE

Clamping Cutting Diameter Length of Insert Carbide Number
Method Toolholder Pocket Size Shank of
S=Screw 0021 =21 mm A Inserts
BRRE -
12 EREE TIRE
KIFHE PIHIER 14
S=IR4 IR 21
LE = External 30
40
LE = 5MEL
TIR g

W% 86-21-58428888 # A 86-21-58423636 bR A X A R 52485
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YRLBE T
Single Insert Toolholders N
B 7] KB 0T Cooant bore  EPIR

' flan - B
SN

L1
L

TS TR | IRF
Ord;ir%%ode A D D1 D2 L L1 g"se” Loz
crew Key

* SRO009H12 12 9.5 20 7.5 85 14 512 K12
SR0010H12 12 9.9 20 7.6 85 16 s1t2 | Ki2
SR0012F14 14 12,0 20 8.9 75 20 S14 | Ki4
SR0014H14 14 145 20 1.2 85 25 s14 | Ki4
SR0017H14 14 17.0 20 13.4 85 30 S14 | Ki4
* SR0018H21 21 18.0 20 14.4 85 30 521 K21
SR0021H21 21 21.0 20 16.5 94 40 s21 K21
SR0029J30 30 29.0 25 224 110 50 S30 K30
SR0048M40 40 48.0 40 35.0 153 78 S40 K40

Order example: SR0029J30 1T5#¥=: SR0029J30
* Not for conical inserts: 12-18 NPT, 12-18 NPTF, 12-19 BSPT % T EEF FH#EIRL40: 12-18 NPT,12-18NPTF,12-19 BSPT
** Cannot be used with the following inserts:

2113.51SO,2118UN, 2117 UN, 21-11 BSPT, 21-11.5 NPT, 21-11.5 NPTF

k% AEEAFIUT IR 2113.51S0,21 18 UN ,21 17 UN,21-11 BSPT,21-11.5 NPT 21-11.5 NPTF

KE97IH

Long Shank Toolholders withntemal o
q —

coolant bore

L |

— TR 5
Orde:i.ﬁ;:gode A D D1 L [ Torx
Screw Key

SR0025K21 21 25 20 125 s21 K21
SR0031M30 30 31 25 150 S30 K30
SR0038M30 30 38 32 150 S30 K30
SR0048R40 40 48 40 210 S40 K40

Order example: SR0031M30 1Tz #: SR0031M30

For holders with long overhang reduce the cutting speed and feed rate
between 20% to 40% (depends on workpiece material, pitch and overhang)

ERKIITFENMIEIEEMH#LE20% - 40% 2B (BURTF T4, BEMDTEMHKE)

W45 86-21-58428888 A A 86-21-58423636 L AR R AT A 382485
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PRLER T
Twin Insert Toolholders .
WIR T  coolantbore  HHR

o
=
<>

TEe 7'3‘ )—*uﬁilf Pﬁ!ﬁﬁ _F)i%i
0.0 nse orx
Ordering Code A D D1 D2 L L1 Inserts Screw Key
SR0020H14-2 14 20 20 16 93 41 2 S14 K14
SR0030J21-2 21 30 25 24 108 52 2 S21 K21
SR0040L30-2 30 40 32 30 130 70 2 S30 K30
SR0050M40-2 40 50 40 38 153 78 2 S40 K40

Order example: SR0040L30-2 T8 zL#¥: SR0040L30-2

W35 86-21-58428888 M A 86-21-58423636 LB R AR A AR %2485
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S =, o
BRI E
Multi Insert Toolholders
ZTRBNEEIE
iTee TR T Rigs RF
Ordering Code A D D1 L ) EER o
Inserts Screw Key
SR0063C21-5 21 63 22 50 5 S21 K21
SR0063C30-4 30 63 22 50 4 S30 K30
SR0080D30-4 30 80 27 55 4 S30 K30
SR0100D30-4 30 100 32 60 4 S30 K30
SR0100D30-8 30 100 32 60 8 S30 K30
SR0080D40-4 40 80 27 65 4 S40 K40
SR0100E40-4 40 100 32 70 4 S40 K40
SRO100E40-6 40 100 32 70 6 S40 K40

Order example: SR0080D30-4 1] 5iz(#¥: SR0080D30-4

External Multi Insert =nxsuemsns
Toolholder

® Reduced machining time /0T Adie)
® Optimal coolant supply a8 #0kE

wRR :
With internal
coolant bore

LA Kooof | Tiserc | fom
Ordering Code A D D1 D2 L L1 )
Inserts Screw Key
SLE0020D21-3 21 20 22 58 65 25 3 S21 K21
SLE0030D21-3 21 30 22 68 65 25 3 S21 K21
SLE0045E21-4 21 45 27 83 70 25 4 S21 K21

Order example: SLE0030D21-3  {T#3(4#¥: SLE0030D21-3

%% 86-21-58428888 M A 86-21-58423636 b R K AT R %2485
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BRI
Long Carbide Shank Toolholders
RS E R wnintenl sps

e M.

SRR

T8RS Figes _T&?
Ordering Code A D D1 D2 L nse orx
Screw Key

SR0010K12C 12 9.9 8 8 125 S12 K12
SR0013H14C 14 13.2 10 10 110 S14 K14
SR0013J14C 14 13.2 10 10 155 S14 K14
SR0015K14C 14 15.2 12 12 175 S14 K14
SR0021K21C 21 21.0 16 16 130 s21 K21
SR0021M21C 21 21.0 16 16 200 s21 K21
SR0027S30C 30 27.0 20 20 270 S30 K30

Order example: SR0015K14C {T 5 z(#¥: SR0015K14C

For holders with long overhang reduce the cutting speed and feed rate between 20%
to 40% (depends on workpiece material, pitch and overhang)

T REEBMIELEEM#LE20%—40% (BURTF I, BEMSHKE)

Carbide Shank Toolholders :.w@mazmni
for Single Point Threading

wRR
With internal
coolant bore

YR T ECEE

T8RS ~ Pitch Range 7?)#!5& wRF
- N nsert Torx

Ordering Code I A D D1 L
N mm TPI Screw Key
SR0005D06C 6 0.5-1.25 48-20 6.8 5.0 63 S06 K06
SR0006H08C 8 0.5-1.75 48-14 8.8 6.0 100 S08 K08
* SR0010M11C 1 0.5-2.00 48-11 13.2 10.0 150 S11 K11

For Inserts see the Thread Turning Tools section of this catalog 7 5 %2 M AE AL ZE T] B &89
For an internal application use an internal RH. insert. EHFRIEMNR.H.JJ 5

* For an external application use an external L.H. insert. sk YMESGERFIMENLH. I

%% 86-21-58428888 # A 86-21-58423636 b R K AT R %2485
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Mill-Thread Inserts Speed and Feed
Selection wmuwin p-me Stz

MT7 Sub-Micron Grade with Titanium Aluminum Nitride multi-layer coating (ISO K10 - K20).
This is a general purpose grade, which can be used with all materials; it should be run
at medium to high cutting speedsmT7: TammAstsata (TAN) S&%E (SO K10-K20) BRFEME, FEBOEIEE

,s'g%g Materials  #4 Cutting S'\;%ed mN/Ir:;n PIHERE
Low and Medium Carbon Steels  {FZ! F i i 115 - 280
P High Carbon Steels =% 130 - 200
Alloy Steels, Treated Steels B4, HALIEEN 105 - 180
Stainless Steels  A~$E45N 130 - 190
M Cast Steels  $HIETHEH 150 - 190
Cast Iron 5% 80- 70
Non-Ferrous & Aluminum 3AE$ S EFI5S 180 - 340
Synthetics, Duroplastics, Thermoplastics & Bl #7 4:1/E 28§31/ 28 5L 115 - 460
S Nickel Alloys, Titanium Alloys {2 &% i85 25- 90

Recommended FEED RATE: 0.05-0.15 mm ##i#48: 0.05-0.15mm

Spiral Mill-Thread Inserts Speed and Feed

Selection Eimiasss i 5ikbiks

MT7 Sub-Micron Grade with Titanium Aluminum Nitride multi-layer coating (ISO K10 - K20).
This is a general purpose grade, which can be used with all materials; it should be run at
medium to high cutting speeds. WT7:THEHRskELE (TIAIN) E&3E (S0 K10-K20) EAFAAEME, PEBOTIEIRE

ISO Materials #El OLiig, ?\;)_?:d mimin - FIRGRE
ISO#T MT7

Low and Medium Carbon Steels {1575zt 145 - 360
P High Carbon Steels 7= B i 165 - 255
Alloy Steels, Treated Steels S5, FLMEEN 135 - 230
Stainless Steels  A~5E5N0 165 - 245
M Cast Steels 515NN 190 - 245
Castlron §55% 100 - 220
Non-Ferrous & Aluminum JE$% EF48 230 - 440
Synthetics, Duroplastics, Thermoplastics & B4 $:1/88 2B 4L/ 28§51 145 - 590
S Nickel Alloys, Titanium Alloys {854 (HEeS /Ef 30- 115

Recommended FEED RATE: 0.05-0.15mm  ###4: 0.05—0.15mm

As you may note, cutting speed is shown in range terms. In most standard cases choosing a speed
in the middle of the range would be a good choice for a start.

For hard metals reduce cutting speed. i T FE#1#0 F R EIEERE .

IEURATREEBEIHEE ERT—EEAR., EASHIRENERT,
BEAREEREEERE—TRIFNEETE, MTESEEREIEEE,

W45 86-21-58428888 A A 86-21-58423636 L AR R AT A 382485
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Mill - Thread Technical Section &3 Carmex s

Tool Selection stz
For indexable and solid carbide Mill Threads BF s ii24 5% DR KBRS SI285% 7]

The following chart provides a fairly accurate visual selection tool for Internal Threading.

The chart is suitable for the following thread forms: ISO, UN, WHIT, NPT, NPTF, BSPT and PG.
THNERANESERHE T —MELBRATAAEETIR, BEREATUTESHAZN: 1SO, UN,
WHIEKIZL, NPT NPTFEEIRN. BSPTH#EIRLFIPG-DIN — 404308 /1 LB,

P=Thread Pitch
A P=1R5UBEE

TPl mm N D= Tool cutting diameter
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Any tool with a small cutting diameter can produce larger diameter threads. (F{@—4~/\EUETEIE 2 AT AN T A B2 084

Example: Internal thread M30x 1.5: #z(: AIELIM30X1.5:

Find a Milling Tool to produce d=30 Internal
right hand ISO thread with a thread pitch P=1.5 mm. BFBY
As can be seen from the chart above, the two red lines Right Hand
intersect at a selected tool with a cutting diameter of D=21 mm Thread
Chosen toolholder: SR0021 H21

Insert: 2111.51SO MT7
EIF— D = 30RIENHISRBI N TRE R
IRIEIREEE L P = 1.52KMISOG FIRLL,
M EERNERT MUK EBRIZEEERE
—MRBEEXE, YHIER D =212XK4,
IEEIRLEE D4 SR0021 H21
EEIBNEED R 21 11.51SO MT7

If you need assistance, please call your local

distributor and ask for help in selecting the appropriate
tool as well as for a CNC program to suit your CNC milling
machine.
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