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'jyl/l_r‘\‘UJ_:JEyZ I/‘y “E}l/ One Pass Thread Mill

W1/\ATERUEHRUINT

High-quality internal threading in 1-pass

AT-1

!t% E Features P. 5
T_r;iﬁ Dimension

)‘—NI/?IQD Metric Screw Thread P. 6
I =T 741U unified screw Thread P. 7
%FHTJU for Pipe Thread

R(PT)'RC(PT)'Rp(PS)‘G(PF)'NPT .................................. P. 8

ﬁ"”"“'ll i

Eﬁirgﬁm Fﬁ ,E ﬂ 1T.|' =CE Z I/ ‘y I\“ E }l/ Thread Mill with End-cutting Edge for High-hardness Steels

BANUAILNRSB(F+RUYIDEEINT

Helical drilling + threading can be done simultaneously

AT-2

#% E Features P. 9

qiﬁﬁ Dimension
ﬁ?ﬂ] 13 Uﬁtﬁ'&' 2 D 9 ’( 7 Effective Thread Length 2 X D Type

)( - h}bn U Metric Screw Thread

AZ=T7A1RU unified Screw Thread P11
ﬁ;aj#g Ul"LtE'é’Z .5 Dg ’f 7 Effective Thread Length 2.5 X D Type

X— I\Jl/h U Metric Screw Thread

JZ?T”(DU Unified Screw Thread P'1 2

—_————

":E.qﬁﬁ 7_-_l \og*f j Tapered Pipe Thread Type
Rc(PT) P13
NPT P.14

JE% m E E 17} E- _I%_ E\E $ Z IJ ‘y < E ) lj High-efficiency Thread Mill with End-cutting Edge for Non-ferrous Materials

WESEEQUMI

Super high-efficiency threading

AT-2 R-SPEC

!':% E Features P.15

T_ﬁfi% Dimension
ﬁ?ﬂ] *a Ull-L ZE?S 2 D 9 *f 7 Effective Thread Length 2 X D Type

X— Nlﬂb U Metric Screw Thread P.1 6
ﬁg‘wn Ul"L_CEZ\_'Z -5 Dg’f 7 Effective Thread Length 2.5 X D Type
X— h”/h U Metric Screw Thread P.16

.'j- l-l-c - I\ ‘y - }lj Supporting Tools
BAVYyRIJVHEMIEY—IL

Diameter correction tool for thread mill

DCT75 P43
DCT ()( :E U 1‘_."3) (with Scale) P-45




AVYRZIWDSA I F YT teaniines

HREHMCHZCHSDETCBRETVEEITET,

Tool selection based on work material and application.

= e 3 #l- 25D A I &% [RET=F

High-hardness Steel Steel - Stainless Steel Non-ferrous Metal Heat-Resistant Alloy

YLE) =339 W RS 1 B OYV)NZATHTIAgE
A TR ESAT iR
M.U.R.Rc.Rp.G.NPT
m Thread milling in 1-pass

m Compatible thread classification:
M. U. R. Rc. Rp. G. NPT

The A Brand

Bbp2 11

A EIREILTAT2 = AUAILRBIT + RUEID AT
PR i end-cutiing edge = EEEEEE 5 U DIEE I
- __ » JHISRUES : M. U, Re. NPT
ﬁ' I m Helical drilling + threading can be done simultaneously
i = Compatible with a wide range of work materials including high-hardness steels*

m Compatible thread classification : M. U, Rc. NPT

JESKFIRHER S 1 T AT-2 R-SPEC

AT-2 R-SPEC high-efficiency thread mill for non-ferrous metals

The A Brand

u AUBIVRGBIT + RUYIDERFINT
IR RURS M

m Helical drilling + threading can be done simultaneously
m Compatible thread classification : M

JEfk - MBS SHE WX-PNC =¥ WMHSEMTICRE

For non-ferrous metal and heat-resistant alloy L] i\iﬁﬁhbliﬁ :

M. U. R\ Rc. Rp. G. NPT
" m [deal for processing non-ferrous metals
and heat-resistant alloys

m Compatible thread classification :
M. U, R, Rc. Rp. G. NPT

1YFF¥YTIWI4T HYPROP = XERQUMIICHHIE
Indexable type | 36_15513 LJIZﬁ :
M. U.R.Rc.Rp.G.NPT.NPTF

m Compatible for processing large diameter
threads

m Compatible thread classification :
M. U. R. Rc. Rp. G. NPT, NPTF

:J‘Eﬁlez WH-VM-PNC M1 ~ M5DVEHRUICHIG

m 3RS 1S, M. U

m Compatible for small diameter threads from M1 to M5
¥ m Compatible thread classification: S, M, U

. _ . 1= . F—)at =i == il
%gg__‘ﬁ M !il‘ctnc't\hjvlcl:;ab U Umﬁcdjtzc’gdnb R‘ RC\ NPT‘ N PTF %;Ecj(; pipe tﬁcLald Rp‘G Efﬁjﬁjg:?h%ad Mwmaru;rc:';h}rcng
XMFASE (FYVER - NIBED) [CBAU TISIHISRMGREER (P21 ~ P22) ZTHER TS,

3% For heat-resistant alloys (titanium alloys and Ni-based alloys), refer to the cutting condition tables on pages 21-22.

AVYRIILD
HIxTBE5
For details of
i i DRILLING
thread mill offering THREADING
Lll!‘“
|

[=]



https://osg.icata.net/iportal/CatalogViewInterfaceStartUpAction.do?method=startUp&mode=PAGE&volumeID=OSGDCS01&catalogId=138540000&pageGroupId=1&designID=OSGD01&catalogCategoryId=

Z I/ “J F E JIIE -U- 7|-:_ h 3- 6 3 D @ “J _}ll 3 Supportive Tools for Your Thread Milling Needs

ALYy RZIVA NCTOOISL
ZEMIEY—I {ERLY T+

ThreadPro

Thread Milling NC Code
TTTTTTT ill Generator Software

P34))

TREFEMIEE
(BE(E)
RPRG

Reference Value of Tool Radius Offset

P33))

3DDY—=ILT

EXHY D B D HIEL. 10 T8 R 0D Hll iR
TESHORELZRRLET

Reduce setup, machining time, and achieve stable tool life with 3 supportive tools.

8



HRHIM B TEE

=]
Ei Tool Selection Guide by Work Materials

—
oo
Product

Page

Low Carbon Steel Mild Steel

Hardened Steel

A F VL R @
Stainless Steel

i

Tool NEE

Cast Steel

I
]
b2

Castlron

50 5 4 & &%
Ductile Cast Iron
= Eifl
Brass

ZIWEZULEEM

Aluminum Rolled Steel

FIVEZOLEEHY

Aluminum Alloy Casting

NIRVOLEEZHY

Magnesium Alloy Casting

mia & &Y
Zinc Alloy Casting
F v v

Titanium Alloy

Work Material

=]
Ni-based Alloy
BEILETSAFVY

Thermo Setting Plastic

RO BUETSAFvY

Thermo Plastic

~ C0.25%

C0.25%~ 0.45%

C0.45% ~

SCM

25 ~ 35HRC

35 ~ 45HRC

45 ~ 50HRC

50 ~ 60HRC

SUS304
SUS420

SKD

SC

FC

MC

ZDC

Ti-6Al-4V

43R
Inconel

Omi#l Best O Good

YUY RTALT  solidype
Onerass Thresdiil B e R o e
AT-1 AT-2 AT-2 R-SPEC

P5 P9 P15
@) O
©) O
@) O
O
O O
O O

O

O
@) O

O
@) O
©) O
©) O
O O O
O O O
O O O
O O
©) O O
O O O
©) O O
©) O O

O

O

O

O

O

O

¥IMITTOJSLDEENMNBELLEDZEDHHDE T, YIHIRE. HAHEITERE TS L), Machining program may need adjustment of cutting speed and depth.

&



U yb’T“‘U J_ya yZ U‘y FE,b One Pass Thread Mill

1/ (oL DET I,

BINZLIETDTE T AERD2)CAMIAT) AT L aIRE(C!
MIHREZHIRUE T

Evolution from conventional 2-pass cutting to 1-pass cutting by preventing bending, thus reducing cutting time

AT-1(ERLN) fiERm(B\BRLN)
Left Hand Helix Conventional Thread Mill (Right Hand Helix)

IRENHIZNR
FEHE-
FEU-RE
Unequal spacing /

variable lead flute
Reduces vibration

EnzRLE

BNERUNITE

Right-hand cut and
left-hand helix geometry
Prevents bending

'“”"1‘!..

8l

YV IEMAIN SINIHMEERD. HNEDSIMIARED.
EINDOAEVII A OTRE BINnFEE
Starts cutting from the shank side Starts cutting from the tip
— Reduced deflection — Big deflection

(9@ sl h?&ﬁ) Climb milling recommended

1IN RO TIIRIRE! o
SEGIEDTACHIT! oo

BLEEE AN
EgiAsd—T 1Y
EgiAs Coating

Exceptional wear
resistance and toughness

BUEFEEE UA
B TEEa S
Ultra-Fine Grain Carbide

High wear resistance and toughness

AT-1 (1)XR) fERmm(2/NR)
1-pass Conventional Thread Mill 2-pass

L $19.7%54 P3 6F DRl M24%3
. sUs304 o 45mm
DRBE o | 40m/min (6aomin)  THVEA R
POEE | tammumin 0ozmmyy)  [RRERE ) 89S CL00 S (BTA0

8




EgiAsj - hlj yl-/ﬂ-‘\‘ U J-_:J 3 yﬂﬁiz IJ‘y FEJIJ EgiAs Coated One Pass Carbide Thread Mill

AT-1

Type 1 3 Type 2
@ 8
lﬂ”n;n-- iiz E 81%’7777777% CDJEi,J_,‘/-,
APMX
LU APMX
LF LF

=

— B AN NI | SPEED

=3 CARBIDE Eils  9~13 g ;5153

nUQE%‘E M Bfi:mm Unit:mm
y—iNo. | BIwITE | £v7 [EE 28 | IR | BTE | vrvoB | WA MRS/ | G | mEmE
EDP No. Min. Processing Dia. TP DC LF APMX LU DCON Flutes Type Stock (Yen)

8331000 0.75 13.5 @ 40,200
8331001 M 6 1 45 > 14 16 6 4 ! @ | 40,200
8331002 0.5 17 @ 40,200
8331003 M 8 1 5.7 75 18 = 6 4 2 @ | 40,200
8331004 1.25 18.75 @ | 40,200
8331005 1 22 @ 45500
8331006 M10 1.25 7.7 85 22.5 - 8 4 2 @ | 45,500
8331007 1.5 24 @ 45500
8331008 1 26 @ 50,900
8331009 1.25 27.5 @® | 50,900
8331010 M12 15 7 100 27 B 10 > 2 @®| 50,900
8331011 1.75 28 @® | 50,900
8331012 0.5 29 B @ 75200
8331013 0.75 11.7 120 30 - 12 2 @ | 75,200
8331014 M14 1 5 @ 75200
8331015 1.5 10.7 31.5 34.5 1 @ | 75,200
8331016 2 9.7 100 32 - 10 2 @® | 50,900
8331017 1 34 @ 90,700
8331018 M16 15 13.7 135 36 39 16 5 ! @®| 90,700
8331019 2 11.7 120 = 12 2 @ 75200
8331020 M18 2.5 11.7 120 42.5 — 12 5 2 @ 75,200
8331021 1.5 15.7 43.5 = 2 @ | 96,200
8331022 M20 25 13.7 135 45 50 16 > 1 @ 90,700
8331023 1.5 51 @ | 111,000
8331024 M24 2 19.7 150 52 - 20 6 2 @ 111,000
8331025 3 54 @ 111,000

- AT-1 (M) FHRUIMIEATY,

+ ThreadProD/I\ A& A T (F[RILFIED] ZZIR T,

s AVY—MRUONIIRRHEEHYOI7UILT-RUINIIE]
RUTBR((VY—MRUA) QUORUZESRTEV.

. 7’( | yo)&;ﬁl:jb\t Guide for Icons

n H g Tool Materials

L
carpipe EEEE
Tungsten Carbide

;EEMEE Surface Treatment

EgiAs

EgiAs Coating

@ =ZH#EER @ =Standard stock item

- AT-1 (M) is only for milling internal threads.

- Please select "stairs" for the path type in ThreadPro.

- For the machining diameter of insert threads, please refer to the
'Recommended Drill Hole Size (for Screw Thread Inserts)' section
under thread size in OSG's Drilling & Threading Tools general catalog.

. L yypza—54,ys W o_Op4(0—54v4 B DICIGUSS I—F 4 VY

DUROREY DUROREY Coating DLCIGUSS  DLC-IGUSS Coating

19[)1’1% Helix Angle n :J‘\"yg Shank

AN EoRUNEERTLEY KO vy omEERTL
9~13° Helix angle of flute for thread mill hé Tolerance for shank diameter

tﬂﬁu%#': Cutting Conditions

IEISRHBERBEN—J%
RLRULEY

Indicates page number for cutting conditions

g SPEED

E 7J|]I1Q UE;SE Thread Type

—
3
—_
T

HRUA

for External Thread

$»RUHA

for Internal Thread

[ 1 | ]
E—3
5006

U

&




Eg iAS: - h Ij y I/;r: U J_y 3 yEﬁEZ IJ v FE}I/ EgiAs Coated One Pass Carbide Thread Mill

AT-1

Type 1 z Type 2 g
R 8
;mlm g Tt — L —} Jf—F —}—}
APMX
LU APMX
LF LF |
N
—_ BN AN I | SREED
CARBIDE Egifs  9~13° 16 :’E'IEI;
nUU)EﬁE :U-UNJ B :mm  Unit:mm
Y—JUNo. ‘ R/IVINIT&E L% Sz 2R AR BFR | YvVIRR B | PR, T | EE | S
EDP No. Min. Processing Dia. DC LF APMX ] DCON Flutes Type Stock (Yen)
8331026 20 15.24 17.7 @® 41,100
1 '
8331027 /a 28 4.35 75 15.42 17.2 6 4 1 @ 41,100
8331028 18 19.75 @ 41,100
8331029 e 24 5.7 75 19.04 — 6 4 2 @ 41,100
8331030 32 17.47 @ 41,100
8331031 16 22.23 254 @ 41,100
8331032 3/g 24 6.7 85 22.22 24.3 8 4 1 @ 41,100
8331033 32 20.64 22.2 @ 41,100
8331034 14 27.21 @ 41,100
7 _ ’
8331035 s 20 77 85 254 8 4 2 ® 41,100
8331036 13 29.31 33.2 @ | 46,800
8331037 1% 20 8.7 100 27.94 304 10 5 1 B @ | 46,800
8331038 28 28.12 29.9 @ | 46,800
8331039 12 33.87 @ | 46,800
9 _ b
8331040 - 18 o7 100 3245 10 > 2 @ 46,800
8331041 11 36.94 41.5 ® 77,100
8331042 /8 18 10.7 120 35.28 38.1 12 5 1 @® 77,100
8331043 24 3491 37 @® 77,100
8331044 10 43.18 ® 77,100
3 _ b
8331045 /s 16 17 120 41.29 12 > 2 @ 77,100
8331046 9 50.8 56.4 @ | 102,000
7 :
8331047 78 14 13.7 135 48.98 52.6 16 > ! @ | 102,000
8331048 8 57.15 63.5 @ | 121,000
1 o
8331049 20 18.7 150 53.34 55.8 20 6 ! @ | 121,000
@ = ZH#EER @ =Standard stock item
- AT-1 (U- UNJ) (38 RUIMIEATT, - AT-1 (U- UN)J) is only for milling internal threads.
c PAIVOHAIRPEZESE T, - See p.6 for explanation of icons.
- ThreadProM/\AZA FIF[TILFED | ZEIRTE L, - Please select "stairs" for the path type in ThreadPro.
AP —MRUDIIRIFEEASZOS[7 NI - RUINTIE] - For the machining diameter of insert threads, please refer to the
RUTAERER(AVT—MRURA) QUORUZSE TS, 'Recommended Drill Hole Size (for Screw Thread Inserts)' section

under thread size in OSG's Drilling & Threading Tools general catalog.

CSENVLR! 2|,y R LIEHAT -/ RLONTICRETT

Thread mills are ideal for machining tapered pipe threads

W2 kY J—ohisd  EAESE . e
MEEORFVEREFRUMIHEEE ‘/_..._.\\/"" —
High-precision threading can be achieved with no stop marks 3 .

and high roundness ARy TI—4
Stop Marks

>
- - : = X
FvIICKDMT ALy RIVIELBINT

Processing by tap Processing by thread mill

8




SPEED
FEED

9~13° hé P17

AN K
EgiAs

R_UDOEH : R (PT) « Rc (PT)

B{iI:mm Unit:mm

Y—JUNo. |BRMIYAZ| L SHE = AR BMR | YvYOR | BH  BRI(T| EE | REME
EDP No. Re e Dia. DC LF APMX LU DCON Flutes Type Stock (Yen)
8331075 Yie - Vs 28 5.67 60 9.1 6 4 ® 44,100
8331076 Vs 28 7.67 60 9.1 8 4 ® 49,700
8331077 Va-3/s 19 9.67 75 14.7 10 5 @® 55700
8331078 /s 19 11.67 85 14.7 - 12 5 4 B|@| 57800
8331079 V2 +3/a 14 11.67 85 20 12 5 @ 81,800
8331080 3/a 14 15.67 95 20 16 5 @ | 121,000
8331081 1~2 1 19.67 105 27.7 20 6 @® | 137,000

@ =1F£7EER @=Standard stock item
- PAIVDFHRBIFP.6ZECE T, - See p.6 for explanation of icons.
- ThreadProD/\RA &1 FE[RILFIED| ZZIRTE L, - Please select "stairs" for the path type in ThreadPro.

R U DESE : Rp (PS) - G (PF) fii:mm  Unit:mm
Y—JUNo. |BRMTYAX| LL# S =R AR BTR |YvYof| BE |BRY(T | TE | REMmS
EDP No. Range of Thread Size Dia TPI DC LF APMX LU DCON Flutes Type Stock (Yen)
8331082 Yie - Vs 28 5.67 60 11.8 6 4 @ 40,200
8331083 Vs 28 7.67 65 14.5 8 4 @® | 44,900
8331084 Va-3/s 19 9.67 80 20.1 10 5 @® 47300
8331085 3/g 19 11.67 100 254 - 12 5 2 B|@| 49,700
8331086 | 2~ 7/s 14 11.67 100 327 12 5 ® 74300
8331087 ¥/a7/8 14 15.67 115 39.9 16 5 @® 938900
8331088 1~2 1 19.67 130 50.8 20 6 @ 130,000

@ = F#7EER @=Standard stock item

- PAOVDFHRAIP.EZESE T, - See p.6 for explanation of icons.

- ThreadProD/\ZA 54 TF[RILFIED] ZZIRTE L. - Please select "stairs" for the path type in ThreadPro.

nlﬁaﬁiiﬁ NPT Bfii:mm Unit:mm
Y—JUNo. |BANMIYAZ SHE =R AR BTR |YvYof| BE |(BRY(T| EE | REmE

EDP No. Range Size Dia. DC LF APMX LU DCON Flutes Type Stock (Yen)

8331089 Yie - Vs 27 5.67 60 10.35 6 4 @ 44,100
8331090 Vs 27 7.67 60 10.35 8 4 ® 44,100
8331091 Va-3/s 18 9.67 75 15.52 - 10 5 4 8 @® 55700
8331092 s 18 11.67 85 15.52 12 5 ® 387,100
8331093 V2 +3/a 14 15.67 95 19.96 16 5 @ | 104,000
8331094 1~2 11 18.72 105 243 28.7 20 6 3 @® | 137,000

- VA AVDFHBP.6ZETE TS,

- ThreadPro@/\ZAZ A FIF[RILFED | ZZIRTE L,

&

@ =1Z#EER @ =Standard stock item
- See p.6 for explanation of icons.
- Please select "stairs" for the path type in ThreadPro.




SEERARACIEAVYRZI
Iﬁ & (— M (&4 J —_— ) Thread Mill with End-cutting Edge for High-hardness Steels

AT-2 B e Y s

Helical drilling + threading can be done simultaneously!

DUROREY
d=—F40
DUROREY coating
=EEHm D
EHMNFHI—FT1VT

Innovative new coating for
high-hardness steel

.

Left-hand cut
YOV Ahy hCTREM
Long tool life is achieved by climb milling

KEXNDIHEMFEE CTEATEL,
Spindle rotation must be counterclockwise
due to the left-hand cut configuration.

1554 X BY

Special cutting edge shape

TEofNzisl

Bending of the tool can be controlled

7 A LW

Roughing teeth

Roughing teeth are added to distribute the load

TFHRARIYIDLFRS T ILOEWNWRENML

No pre-drilled hole is required! Stable machining without chip trouble

AUAILNRSGF
Helical drilling

+
[ o ]
2-o0MI%E

18T!

Achieves 2 processes
with 1 tool!

ALY RS INI%ZYR—FTFBD3D0DY—Ib

3 Supportive Tools for Your Thread Milling Needs

ONCOOISLIERRY 7 hThreadPro JOJSLEEEICIER

Thread Milling NC Code Generator Software Creates programs easily

Web fR ThreadProhtUU—X 3¢ AT-2(&Web kRO 35

Web version of ThreadPro is now available AT-2 is supported by Web version only

@I RE¥ZEHIEME RPRG fHIEER Z B ip

Reference value of tool radius offset Reduces correction works

OEFEHMIEY—IL DCT TESMZERE

Diameter Correction Tool Stabilizes tool life

8

SEMAIEP.33 ~

Please refer to p. 33 for details.




((\e“tal Cong, Q,

EHEEOSERMINLIZ LIERUTHEIRL!

Save resources by consolidating the process of highly difficult high-hardness steel machining!

Eﬂlﬁ

TEENEEFMORIRIC O

ANYAIRBIF+R U0 ORI TEEEHMIOY R T %Z{EiR.

bEERILICERMULE T,

Helical drilling + threading can be done simultaneously, which reduces the risk of potential machining problems in the processing of high-hardness steels.
Process consolidation leads to the reduction of waste and contributes to resource conservation.

RUILOHYT

AT-2

Drill Tap

Ifz 1

Process

Iﬁs 2

Process

Yy ITREIFTRELTRORUILINTIS
FRICHULSAREINITELES

Not only is threading a challenge, the prior process of drilling
is also difficult, making this an uncomfortable procedure...

T 1
Process

AT 238D < F S TIVTDRFEITIE
DEHDENH R LTI ETRE

With the AT-2, sudden breakage due to chip trouble is
reduced, enabling operators to work at ease

AT2[EFID K FZ N < DBIL. AL—RICHIHT DT ET, REIIBOUR T ZERUE T,
e, FINAEDes, TRENEFTIBEIAIDEEZTRECLE T,

The risk of sudden tool breakage can be minimized by breaking chips into small and manageable pieces and evacuating them smoothly.
Since no pre-drilled hole is required, process integration and the risk of breakage can be avoided.

. g‘yj tth ﬁi UTQE% ap CE!&U@ UDD'_L Long and stable tool life with higher thread quality compared to cutting taps

g

REEHABE/ N\ Ry yT 0o
F?IE AT-2 $6.2X16 P1.25 C?bide hand tap for high-hardness steels jJI]I/ \ﬁ Number of Holes
°° M8x1.25 3P 0 50 100 150 200
ﬁ%ﬂﬁaterial SKD11(60HRC) ##1E Correction f#IE Correction
SIHIEREE 45m/min 2m/min - — -
Citing Spee (2,310min") (80min") AT-2 s Ay 2087%
EDIRE 83mm/min . _
Feed (0.04mm/t) 100mm/min ﬁg/ﬂ\?ﬁgﬂgﬁ = TRIFA
/N L ©6.8x23.5mm(LED) Carbide hJand 1a;for 657X Holes ChJiKpping
Drill Hole Size None Blind high-hardness steels
HRUGAX M8x1.25
permn end e S MU BRI EIC DV TIFP29ETE FE LN,
RUITRE 16mm(2D) % Please refer to p. 29 for evaluation method of cutting test.
Threading Length
BIRHE Ir77o— AoKiB IR
Coolant Air blow Non-water-soluble
e R YY=VJt05 (BT40) | SIRY =0Tt % (BT40)
Machine Horizontal Machining Center Vertical Machinig Center

REEHMIIC

RiBE{EENIcEmEE - RUAMEDDUROREYI—5F 1 V5

DUROREY coating enables superior heat resistance and high toughness optimized for high-hardness steel milling!

Em;& E Super Heat Resistanr Layer

SICERDBmM#AMH CERMMALICLDRET R, SEEIL.
BUAESIUMmMEERL

Smoothening of surface, high toughness and adhesion resistance due to the
SiC containing ultra-heat-resistance material and crystal miniaturization

EW‘HH T/EQHFIEEE Ultra-Fine Periodic Nano-Layered Structure
F/RBBREEMERBOBERBEICKOT. MR B EDNE

Crystal miniaturization and improvement of mechanical properties due to the
laminated structure of periodic nano-layer and wear-resistant layer

SICERDBMHAELBMEl T/ ABREREICL T,
BUVMEBAMEEMEREZELDD. BNCAMZERELE T,

*ﬁﬁﬂfﬁﬁ Coating Structure
i m—
Super Heat Resistant Layer

BT/ BREEES

Ultra-Fine Periodic Nano-Layered Structure

fERER{EE

Adhesion Strength Reinforcing Layer
-

=22

Base Metal

Super heat resistant layer and ultra-fine periodic nano-layered
structure provide superiortoughness while maintaining
high heat resistance and abrasion resistance.

BEEMILCEVCEFvEY I ZDHL. TEOREMIEZRRELE T, Ao suppresses chipping even in high-hardness milling and achieves long tool life.

HIRE HERIEE & (GPa) | ER{LBAIRIERE(T) i i (Np=pal EEE MEFEE | mEEE ChtE
Coating Color Coating Structure Hardness Oxwdar\onTemperature Heat Resistance | Adhesion Strength | Surface Roughness| Wear Resistance | Welding Resistance Toughness
EIE B/ BT
Black Gray Ultra-Fine Periodic Nano—fyered 41 1 ’300 * © O * © ©
(%) O—~O—Yc (FFTH)
Fair Best

&




Eﬁﬁfgmm D U RO REY: - I‘,E}JFJEEEZ IJ ‘y FE ) l/ DUROREY Coated Carbide Thread Mill with End-cutting Edge for High-hardness Steels

AT-2

AMWRUITRE2DY 1T

Effective thread length 2 x D type

EF Left-hand cut

S
—
T SPEED
T—3 m FEED

|
CARBIDE
DUROREY ~ he P18~P22

RUDEE: M

Eﬂr ’, E

SHIUEL z
without Coolant Hole 8
a
el w
LF
SN E z
with Coolant Hole Ol
o
[m]
i e ey, RO TSSOSO SRS S STETSIPIeE | I
8
LU
LF

BfiI:mm Unit:mm

¥—JUNo. I RAMIZEY A 2R | BABLICRE | TR (YvVIoR| B | BN | EE | FE@HE
EDP No. Thread Size Max. Processing Dia. DC LF Maximum threading length LU DCON Flutes Oil Hole Stock (Yen)

8331200 M 3X0.5 4.2 24 50 6 7.2 6 4 - @ | 11,900
8331201 M 4X0.7 5.3 3.1 50 8 9.7 6 4 = @ | 12,700
8331202 M 5X0.8 7 4 50 10 12 6 4 - @ | 12,700
8331203 M 6 X1 8 4.6 50 12 14.5 6 4 = B|@| 12,900
8331204 M 8X1.25 10.9 6.2 70 16 19.1 10 4 - @ | 19,800
8331205 M10 X 1.5 13.2 7.5 70 20 23.7 10 4 Yes @ | 20,900
8331206 M12 X1.75 15.9 9 80 24 28.3 10 4 Yes @ | 22,400
8331240 M16 X2 21.1 11.7 100 32 37 12 4 Yes @ | 44,100
8331241 M18 X2.5 25.1 14 135 36 42.2 16 4 Yes | D |@| 70,100
8331242 M20 X2.5 28.5 15.7 135 40 46.2 16 4 Yes @ | 70,100

@ =i1Z#TEER @=Standard stock item

EUQE;‘E U BfiI:mm Unit:mm
Y—JUNo. IR RAMTIE PAES 2R |BABLITRE | B FR |YvVOf B | BN | EE | REEE

EDP No. Thread Size Max. Processing Dia DC LF Maximum threading length LU DCON Flutes Qil Hole Stock (Yen)

8331246 |No. 8-32UNC 5.2 3.1 50 8.33 10.3 6 4 - @ | 20,300
8331247 |No.10-24UNC 6.1 3.7 70 9.65 12.2 6 4 = @ | 22,700
8331248 Ya -20UNC 7.6 4.55 70 12.7 15.8 6 4 - @ | 22,700
8331249 Ya - 28UNF 8 4.55 70 12.7 14.9 6 4 = D @ | 21,100
8331250 %6 - 18UNC 9.7 5.7 80 15.88 194 10 4 - @ | 30,200
8331251 ¥ - 16UNC 11.6 6.7 80 19.05 23 10 4 = @® | 30,200
8331252 76 - 14UNC 13.3 7.7 80 22.22 26.7 10 4 Yes @ | 38,200
8331253 Y2 - 13UNC 16.2 9.2 80 254 30.2 10 4 Yes @ | 38,200

EXDfcHEHERIR CTERATE L.

- PAIVDFHAEp.6ETE T,
- AT-2(M - U) (3R UINTEATY

- ThreadProD/\RZ A F& [V VD ILiED | ZEIRTE L,
AV —PMRUDIIREHREHYOITUIT - RUINIIE]

RUTNER (19— UA) QUOIFUZESERTEL,
HKINUAIABIFERUYIDZERICINTI S 255 DRAMBE T,
RANIRZBAZHRQUTA XZMIIRRCETIUNILIZ

IoTTFEL,

@ =1Z#EER @=Standard stock item

Spindle rotation must be counterclockwise due to the
left-hand cut configuration.

- See p.6 for explanation of icons.

+ AT-2 (M- U) is only for milling internal threads.

- Please select "continuous" for the path type in ThreadPro.

- For the machining diameter of insert threads, please refer to the 'Recommended
Drill Hole Size (for Screw Thread Inserts)' section under thread size in OSG's Drilling &
Threading Tools general catalog.

*1 This is the maximum value when helical drilling and threading take place at the same
time. Please make a pre-drilled hole when machining an internal thread size that
exceeds the maximum processing diameter.

AT-2(, TEEBETERTHDH?

Why is AT-2 used with left rotation?

HAICIFEOTVET,

AT2FEFADIH T, AT-2[ENUAILABIFERUEIDEBINIOS. RUOOTHS5RUECHE
A. MOTIIZLE T, TEORGHILICEMNEIVYAY FCHERUDIMIZ{TS5HIC. INAEE

AT-2 employs a left-hand cut configuration. It enables helical drilling and threading simultaneously, where processing is
performed from the opening to the bottom of the hole. The left-hand cut configuration is used because right-hand threads
are machined by down milling, which is effective for extending tool life, so it must be used with counterclockwise rotation.
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AT-2 :
without Coolant Hole 8
A el 0 a
BEWRUILTRE2.5D5 1 D — -
Effective thread length 2.5 x D type o
el w '
: p LF
' EA syt
EF Left-hand cut \Et/h\gj)olant Hole 8
8
s B e e NN PP NTIPEP I PRSI | R
— SPEED OF:
3 CARBIDE - N FEED e LU
DUROREY hé P18~P22 LF
nuwﬁﬁﬁ M B{I:mm Unit:mm
Y—JUNo. MIE BAIIEY s 2R |BARUICRE | B R (YvVIR B | BN | BE | FEME
EDP No. Thread Size Max. Processing Dia. DC LF Maximumn threading length LU DCON Flutes Qil Hole Stock (Yen)
8331207 M 3X0.5 4.2 24 50 7.5 8.7 6 4 - ® | 11,900
8331208 M 4X0.7 5.3 3.1 50 10 11.7 6 4 = @ 12,100
8331209 M 5X0.8 7 4 50 12.5 14.5 6 4 — @ | 12,700
8331210 M 6 X1 8 4.6 50 15 17.5 6 4 = B |@| 12900
8331211 M 8X1.25 10.9 6.2 70 20 23.1 10 4 — @ | 19800
8331212 M10 X 1.5 13.2 7.5 70 25 28.7 10 4 Yes @® | 20,900
8331213 M12 X1.75 15.9 9 80 30 34.3 10 4 Yes @ | 22,400
8331243 M16 X2 21.1 11.7 100 40 45 12 4 Yes @ | 44,100
8331244 M18 X2.5 25.1 14 135 45 51.2 16 4 Yes |D | @ | 70,100
8331245 M20 X2.5 28.5 15.7 135 50 56.2 16 4 Yes @® | 70,100
@ =1Z4EER @ =Standard stock item
nUQEﬁ U Bf:mm Unit:mm
w—JUNo. MI&E BRANMIEY IS 2R |BABLITRE | B TR (YvYI8| BYR | BN | E£F | FE@HE
EDP No. Thread Size Max. Processing Dia. DC LF Maximun threading length LU DCON Flutes QOil Hole Stock (Yen)
8331254 |No. 8-32UNC 5.2 3.1 50 10.42 124 6 4 - @ | 20,300
8331255 |No.10-24UNC 6.1 3.7 70 12.07 14.7 6 4 = ® | 22,700
8331256 Ya -20UNC 7.6 4.55 70 15.88 19 6 4 - ® | 22,700
8331257 Va - 28UNF 8 4.55 70 15.88 18.1 6 4 = D @ | 21,100
8331258 %6 - 1BUNC 9.7 5.7 80 19.85 233 10 4 — @ | 30,200
8331259 ¥ - 16UNC 11.6 6.7 80 23.81 27.7 10 4 = @ | 30,200
8331260 746 - 14UNC 133 7.7 80 27.78 323 10 4 Yes @ | 38,200
8331261 %2 -13UNC 16.2 9.2 80 31.75 36.6 10 4 Yes @ | 38,200
@ =1Z#EER @=Standard stock item
EXNDcHEEELECERATEL, Spindle rotation must be counterclockwise due to the
left-hand cut configuration.
- PAIVDEREp.6ZTE T, - See p.6 for explanation of icons.
< AT-2(M- V) [FHRUIMIEATT . - AT-2 (M- U) is only for milling internal threads.
- ThreadProMJSZ & A Fl& [V V)LD | BRIR TS, - Please select "continuous" for the path type in ThreadPro.
- A UY— MAUDOMIRIFEEHSOY [T - A UMTIITE] - For the machining diameter of insert threads, please refer to the 'Recommended
RUTFIES ( vY— MAUH) ACORUESETREL, Drill que Size (for Screw Thread Inserts)' section under thread size in OSG's Drilling &
m;i;ju);zi%t‘%g?gbﬁﬁr@%J[Iulzzészx?-ﬁiyig% *1 ‘l';'mi?gtlﬂg -rl;?a())!isn?jge\;?a:jstv?/ll?sa helical drilling and threading take place at the same
= jf =A il P time. Please make a pre-drilled hole when machining an internal thread size that
fToTREL. exceeds the maximum processing diameter.
upmesTHLADETEL. [PEEC I DR
Please contact our sales staff for more information. Custom order with specific requests on diameter, length and accuracy is accepted.

pocid [12]



Eﬁﬁfgmm D U RO REY: - I‘,E}JFJEEEZ IJ ‘y FE ) l/ DUROREY Coated Carbide Thread Mill with End-cutting Edge for High-hardness Steels

AT-2

ERT—IN14T wrEL
Tapered pipe thread type without Coolant oj -
2 3
«Q a
—— 5 =,
o
o LU
E}J Left-hand cut LF
o
— = BT | SPEED
=3 CARBIDE DUROREY g P1;E~HP)22
DUOEE :Rc (PT) B{I:mm Unit:mm
¥—JLNo. MIE TIUEARY 1 XH 1@ BEENE | £R | RARLILTRS B MR YVyVIE B8 | N | EE | REME
EDP No. Thread Size Applicable size for pre-drilled hole DC LF Maximum threading length Ly DCON Flutes | OilHole | Stock (Yen)
8331214 Yie - 28 Vs - 28 (4~8.2) 28 4.86 70 15.8 18 6 4 — @ 26,500
8331215 g - 28 = 28 5.76 70 16.8 19 6 4 = @ 26,500
8331216 Va - 19 38 -19(6~14.4) | 19 7.98 80 24.76 28 10 4 — |B|@| 38,600
8331217 38 - 19 — 19 9.68 80 24.76 28 10 4 = @ | 38,600
8331218 2 - 14 3/ - 14 (8~23) 14 | 11.61 110 30.6 35 12 4 - @ 55,700
8331219 1T -1 1 -11($10~29) | 11 15.54 135 394 45 16 4 — |D|@]| 73,200

O =1Z#EER @ =Standard stock item

EANDIHFEELELOEE CSERAT L, Spindle rotation must be counterclockwise due to the
left-hand cut configuration.
- PAOVDEHRRAIFp.6ZTE L, - See p.6 for explanation of icons.
+ AT-2(Rc(PT) - NPT) (&R UIITERTY . - AT-2 (Rc(PT) - NPT) is only for milling internal threads.
+ ThreadProD/\R 5 A T(& [TV T)LiED ] ZEIRTFE LY, - Please select "continuous" for the path type in ThreadPro.
¥1TTUNIZ Uic ECRUEIbINIZ 3 25 S (CI IR YA X T, *1 Machinable size for threading after pre-drilled hole.
Rc(PT)1-11&1-11 VaNPTIE RN IO A EICIED E T, Rc (PT) 1-11 and 1-11 V2 NPT require pre-drilled hole.

BEAT—N\F14 TOEENR (DO) F.
PROILDHEDTEZRLTVNET,
The standard outer diameter (DC) of the tapered
pipe type represents the dimension of the outer
diameter of the central cutting edge.

AT2(. TEEBETERTSOH?

Why is AT-2 used with left rotation?

AT2[EFADHT Y, AT-2[EANUAILNGIFERUTIDEBINTIDR D, RUOOTHS5RUKICH
A. HOTIIZLE T, TEORFMILICEMNEI DAY NCHRUDIMIZTSSHIC, YINIEE
HICEOTVET,

AT-2 employs a left-hand cut configuration. It enables helical drilling and threading simultaneously, where processing is
performed from the opening to the bottom of the hole. The left-hand cut configuration is used because right-hand threads
are machined by down milling, which is effective for extending tool life, so it must be used with counterclockwise rotation.

Please contact our sales staff for more information. Custom order with specific requests on diameter, length and accuracy is accepted.
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AT-2

ERT—I\N914T army
Tapered pipe thread type without Coolant Oj -
2 3
«Q a
o & =T
&)
e LU
7:E3‘J Left-hand cut LF
—
o~ BT | SPEED
one T Pis-P2
nuo)E;ﬁ - NPT Bfi:mm Unit:mm
—JUNo. ‘ MIE TIGERY 1 X I @ BE5ZE | 2R | BARULITRS B TRVrVIE B | BN | EE | REME
EDP No. ze Applicable size for pre-drilled hole| TP DC LF Maximum threading length LU DCON Flutes | OilHole | Stock (Yen)
8331234 | Ve - 27 Vs-27 (94~8.43) 27 4.86 70 15.7 18 6 4 - @ 27,200
8331235 | Vs - 27 = 27 5.76 70 16.7 19 6 4 = @ 27,200
8331236 | V4 - 18 3/8-18 (6~14.27) 18 7.98 80 24.5 28 10 4 ~ b @ | 39,900
8331237 | 3/3- 18 = 18 9.68 80 24.5 28 10 4 = @ | 39,900
8331238 | 12 - 14 3/4-14 (»8~17.86) 14 11.61 110 30.5 35 12 4 - @ 57,300
8331239 |1 -11% |1 -11%, (¢10~28.98) 11.5 | 1554 135 39.6 45 16 4 = @ 73,200

O =1Z¥EER @=Standard stock item

EADHFEE L ER CSER TS, Spindle rotation must be counterclockwise due to the
left-hand cut configuration.
+ PAIVDFRRFp.6ZCE L, - See p.6 for explanation of icons.
< AT-2(Rc(PT) * NPT) &R UINIERTY . - AT-2 (Rc(PT)- NPT) is only for milling internal threads.
- ThreadPro@/\RZ A Fl& [V VT ILiED ] ZFEIRT S, - Please select "continuous" for the path type in ThreadPro.
M¥TTFIUNIZ Ufc £ CRUYIDIITZ S 2GS I gEE Y1 X T, *1 Machinable size for threading after pre-drilled hole.
Rc(PT)1-11&1-11 VaNPT IR RIUIN I DA EICIED F T, Rc (PT) 1-11 and 1-11 V2 NPT require pre-drilled hole.

AVYRZIEBEAT—I\RUONMIICHRETY

Thread mills are ideal for machining tapered pipe threads

BRA Ry TI—IHiE . EMHEHELH,
MFEEDORVSHRELRUMIHEIEE
High-precision threading can be achieved with no stop marks
and high roundness

ARy TIT—2 ~3
Stop Marks .‘E
v IICKDIMNT ALy RIIVICKDINT
Processing by tap Processing by thread mill

BERURYYILDZVT—/I\RUDINIHEIEE
Capable of processing even shallower tapered threads than tapered
pipe taps
TrniEL YT ZBRERMUBIT TANSNIEVIZETH,
ALY RINTHNRETOTSLICKDRUITRE ZIEET D
ZET BRURBEIDEZEWVT —/MR UL NI AEET T,

Even if the drill hole is shallow and the tap cannot be inserted to the gauge diameter

position, a thread mill can process tapered threads that are shallower than the short thread
standard by specifying the thread length through programming.

Effective thread length
CHINS G oy Erant

Effective thread length
CHNS T C oy ¥t

Gauge diameter
PR

& vIICKDMT ALY RIIICKZINT

Processing by tap Processing by thread mill



FIEFXRAERIIEF/REBALY RV

High-efficiency Thread Mill with End-cutting Edge
for Non-ferrous Materials

ANy Y

T-2 R-SPEC

HBEEERQUINT

Super high-efficiency threading

KN Ltk

Left-hand cut configuration

ALYRL=b-8i5!

“ThreadRacer” %ZLw R(Thread) =tal

KA E VAN

With end-cutting edge Qil hole

OV hvk

Climb milling

KERDHEMEEE CTEATEL,
Spindle rotation must be counterclockwise
due to the left-hand cut configuration.

ANYUAILIRSBIF b << FHHERIF
+R UtIbEEFINT (TEE#HZE04.610L)

Helical drilling + threading can be Superior chip evacuation
done simultaneously (Tool DC = ¢4.6 or more)

AU (3E21L)

Roughing teeth (2 ridges)

BESHICLDITEERIL

Higher efficiency by load distribution

155 %) BY

Special cutting edge shape

TEofEIn=zmsE

Bending of the tool can be controlled

21 A

2-flute

DLC-IGUSSd—b

DLC-IGUSS coating

BEML & REFw

Welding prevention & long tool life

LWFyTIb—L

Wide chip room

AT-2 R-SPEC

ﬁ* (ZI*E) Conventional method (2 processes)

Achieves drilling and threading by continuous
helical cutting with a single tool

TREUI w7
Pre-drilling Threading
NERLZEXEHTIAT
ANUBIVEGMT

M6X1 RUIITRE 10mm ADC124#

4 = e
B (ERE DN THFELEERBI GetnuiBsmz20) o A ey
Threading time comparison with conventional method (includes non-cutting time) ST Vc=94m/min éAT(51 )
AT-2 R-SPEC : Vc=220m/min,f=1.2mm/rev

0 1 2 3 4 5 ®
| | | | | | (sec.) M6X1 Threading length 10mm ADC12 material
Conventional drill : Vc=126m/min,f=0.6mm/rev

Tap : Vc=94m/min (ATC: 1 time)

ok o
ek
(ZI*E) 4 3 *lj\ AT-2 R-SPEC 1 Vc=220m/min,f=1.2mm/rev
Conventional . 7 seconds
method

(2 processes)

AT-2
R-SPEC

- 2 50/0ﬂ ﬁ‘.\:ﬁ !

han 25%!

/)3
3.2 .cones T

Threadin

gtimeis reduced by more t!

I 7 7“ D - (: tj]u I O K! Possible to thread with air-blow!

MERPERBROMICTEHANEIBEVT -2

Cutting oil sometimes cannot be used for machining aircraft and electrical parts...

BEANICSKBEEIRF ZHELTOEITHE)D K FHl5{E & DLCO— b OBREIHIHRIC KD
TRH5258 I7 JO0—TOMIHAHETY!

Water-soluble coolant is generally recommended. However, air-blow can also be used when a pre-drilled hole is made to enhance chip
separation and restrain welding of the DLC coating.
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;Eﬁ*m DLC: - h%ﬁgg,:ﬁﬂ{qiﬁﬁiz IJ ‘y FE, l/ DLC Coated High-efficiency Carbide Thread Mill with End-cutting Edge for Non-ferrous Materials

AT-2 R-SPEC .
without Coolant Hole o
(&}
a
o o= :
)
: g .
LF
EB“J Left-hand cut
SHINE
\Et/h\g)olant Hole %
o
(m]
F:LAW*
=N %)
— Pl o ) ° W
=B CARBIDE  pycyuss FEED LF
hé P23
v
ﬁ%n UﬁtEaZDgﬂ'j Effective thread length 2 x D type B :mm Unit:mm &’
Y—JUNo. ‘ TR BEEHNR 2R BRARUIITRE B IR DA% B b #E PRAE(TA% o
EDP No. Thread Size DC LF Maximum threading length LU DCON Flutes Oil Hole Stock (Yen) P
8331220 M 3X0.5 2.4 50 6 7.75 6 2 — o 12,200 P
8331221 M 4Xx0.7 3.1 50 8 10.45 6 2 - [ ) 12,500 <<
8331222 M 5X0.8 4 50 10 12.8 6 2 — o 13,000
8331223 M 6 X1 4.6 50 12 15.5 6 2 Yes D @ 13,200
8331224 M 8X1.25 6.2 70 16 20.38 8 2 Yes o 20,400
8331225 M 10 X1.5 7.5 80 20 25.25 10 2 Yes [ ) 21,400
8331226 M 12 X1.75 9 80 24 30.13 10 2 Yes o 22,900
O =1Z#7EEMR @=Standard stock item
ﬁﬁn UﬁthZ.SDg‘fj Effective thread length 2.5 x D type BT :mm  Unit:mm
Y—JUNo. ‘ TR BEENR 2R BRARUIITRE B IR IR B bW #E PRAE(TA%
EDP No. Thread Size DC LF Maximum threading length LU DCON Flutes Oil Hole Stock (Yen)
8331227 M 3X0.5 2.4 50 7.5 9.25 6 2 — o 12,200
8331228 M 4Xx0.7 3.1 50 10 12.45 6 2 — () 12,500
8331229 M 5X0.8 4 50 12.5 15.3 6 2 — o 13,000
8331230 M 6 X1 4.6 50 15 18.5 6 2 Yes D @ 13,200
8331231 M 8X1.25 6.2 70 20 24.38 8 2 Yes o 20,400
8331232 M10 X 1.5 7.5 80 25 30.25 10 2 Yes [ ) 21,400
8331233 M 12 X1.75 9 80 30 36.13 10 2 Yes o 22,900
O =1Z#7EEMR @=Standard stock item
EANDcHFEEEDER CSER TS, Spindle rotation must be counterclockwise due to the
left-hand cut configuration.
- PAIVDFHBIFp.6ZTE T, - See p.6 for explanation of icons.
- AT-2 R-SPECIZ»HRUIMIEMTT, - AT-2 R-SPEC is only for milling internal threads.
- ThreadProDJ/\R 5 A FI& [TV TILiED ] ZZEIR T T, - Please select "continuous" for the path type in ThreadPro.
AV —MRUDINIREHREHAFZOI[7UIT - R UINTIE] - For the machining diameter of insert threads, please refer to the
RUTIERR (1 U—FRUA) RUORUZSIRTEL, 'Recommended Drill Hole Size (for Screw Thread Inserts)' section

under thread size in OSG's Drilling & Threading Tools general catalog.

AT-2 R-SPECIZ. BEEEIETERATHDN?

Why is AT-2 R-SPEC used with left rotation?

AT-2 R-SPECIZFEHDTcH T, AT-2 R-SPECIEINUAILNRGIFERUEIDERIMIDIH. RLD
A. O SRUECAN>TITIZLEY. TEOREGRILICEMNEI VY HY NCHERUDIMIZTS
IeBICEINHRPEHRICEOTNE T,

AT-2 R-SPEC employs a left-hand cut configuration. It enables helical drilling and threading simultaneously, where
processing is performed from the opening to the bottom of the hole. The left-hand cut configuration is used because
right-hand threads are machined by down milling, which is effective for extending tool life, so it must be used with

counterclockwise rotation.




YIRS BEER cuting conarons

P.5~P.8

AT-1

w YIELEE EbE
WﬁE?AIJ$Z | Cutting Sp:d Feed Rate
lork Material (m/min) (mm/t)
BREf - (R - - ~
Mild Steel - Low Carbon Steel €0.25% 80 ~160 0.01~0.05
== 1| - - ~
A T €0.25% ~ 0.45% 80 ~ 160 0.01 ~0.05
SRR - - -
s R C0.45% 80 ~ 160 0.01 ~0.05
Py
a E ~ ~
) scM 60 ~120 0.01 ~0.05
25 ~45HRC 80 ~200 0.01 ~0.05
e - _ _
Hardened Steel 45 ~50HRC
50 ~ 60HRC - -
éf’“xm SUS304 - SUS420 60 ~120 0.01 ~0.05
ainless Steel
TEH _ _
Tool Steel SKD
Gl sC 60 ~120 0.01 ~0.05
AR FC 80 ~160 0.01 ~0.05
ast lron
To 51X FCD 60 ~120 0.01~0.05
uctile Cast Iron
o Cu 80 ~ 160 0.03 ~0.1
opper
=i Bs 80 ~160 003 ~0.1
rass
SRiREY BsC 80 ~ 160 0.03 ~0.1
rass Casting
==
it PB 80 ~160 003 ~0.1
ronze
TV =0 LS Al 80 ~160 0.03 ~0.1
Aluminum Rolled Steel : :
=— PN
TV ==OLEE#EY AC, ADC 100 ~300 0.05~0.2
uminum Alloy Casting
e s =
NIXYOLSZHY MC 100 ~300 0.05~0.2
agnesium Alloy Casting
EHABHY ZDC 100 ~300 0.05~0.2
inc Alloy Casting
FIVEE C EALL _ _
Titanium Alloy Ti-6Al-4V
NiESE - _ _
Ni-based Alloy A >~3XIL Inconel
HBEEETSAF YT _ - -
Thermo Setting Plastic 80 ~160 0.03~0.1
RABIETSRAF T — 80 ~160 0.03 ~0.1
Thermo Plastic . :

1. COYIEIREEERE. KFEEHR ZERT 580D TY,

2. RIRYVLEEICE. KBEIEIHRIEERTEE A,

3. D= DEIMECER. F vy I DOBIEICKIOTIIYIEIREZEZDUENGDE T,

4. RUITREHRWNEE. KEBEYFORUZNLIT 2B, I\ShDEbE%Z
EELHEICHFTTMILTTEL,

5. MIULEFETHRUD T —/NICEoTRD S —IDADHBVNES(F. EOAY M(TE
FINI) ZEMUTTEL

6. AT 1 CHEIM LU THRUDN T — /T TRD S —JDAD HBVSE D HDE T,
ZOBIFE 1/\RBZ75%TIIL. 2/{RETHEFMIZToT TS,

1. The indicated speeds and feeds are for water soluble oil.

2. Water-soluble oil is not suitable for tapping magnesium alloy.

3. Please adjust the cutting conditions depending on the rigidity of machine, tool
holders, and workpiece clamping.

4.If the tapping length is long, or when machining a large-pitch thread, select a
smaller feed and separate the machining process into a few segments.

5.1f a machined parallel internal thread is tapered and prevents the go-gauge from
going through, add a zero cut (finish machining).

6. Even with the AT-1, it is possible that the go-gauge may have trouble passing
through the tapered parallel internal thread. In that case, please process the 1st
pass at 75% and finish the thread with the 2nd pass.

Z IJ ‘y F E'bwﬁ D Egﬁgﬂ Formula for calculating the feed rate of thread mill

Vi= fzXzXn XD(n?m_DC) (mm/min)

Vi :g:'ed—j)bﬁbiiﬁ(mm/min) z ¥

Number of Flutes

Dm : JITEE(mm) fz XD E(mm/t)
Actual Dia. Feed Rate

DC : TE#Z(mm) n :EERE (min™)
Tool Dia. Speed

x HRUDBE : —

Note Internal

HRUZINIT Y ZMAMIEIDBEF. BRTEIDXDREICHREZD T TIEHRDDZED
HEEZRDEY, EIC. ERVIEHEORXDEECHIDHEMDHERZES A AR
DIEXDEEDHERZRLET,

For the arc cutting process of machining internal threads, the feed rate at the tool center can be
obtained by multiplying the linear cut feed rate with a coefficient. The formula listed left are for

calculating the tool feed rate during arc-cutting, including calculating the coefficients to be used for
multiplication with the linear-cut feed rate.
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P.9~P.14 AT-2
st Ehi - {E R FRERER - SR =k
o e Mild Steel - Low Carbon Steel Medium Carbon Steel - High Carbon Steel Alloy Steel
oreiate ~C0.25% €0.25%~ SCM
HELR LRI H KB IEDEHE] KA HIHE] KB IEEHE]
Recommended Coolant Water-Soluble Water-Soluble Water-Soluble
tIHLRE
Cutting Speed 80 ~160 60 ~120
(m/min)
NTE BT PO EERRR | sXDRE |INLD0EDE RO (NEDOEDE
Thread Thread Size Speed Feed Feed per Tooth Speed Feed Feed per Tooth Feed Feed per Tooth
(min™) (mm/min) (mm/t) (min™) (mm/min) (mm/t) (mm/min) (mm/t)
M 3 X0.5 24 5,968 48 0.01 10,610 85 0.01 7,958 64 0.01
M 4 X0.7 3.1 4,621 62 0.015 8,214 111 0.015 6,161 83 0.015
M 5 X0.8 4 3,581 49 0.017 6,366 87 0.017 4,775 65 0.017
M 6 X1 4.6 3,114 58 0.02 5,536 103 0.02 4,152 78 0.02
M M 8 X1.25| 6.2 2,310 62 0.03 4,107 111 0.03 3,080 83 0.03
M 10 X1.5 7.5 1,910 67 0.035 3,395 119 0.035 2,546 89 0.035
M12 X1.75| 9 1,592 72 0.045 2,829 127 0.045 2,122 95 0.045
M16 X2 1.7 1,224 72 0.055 2,176 129 0.055 1,632 96 0.055
M18 X25 |14 1,023 55 0.06 1,819 97 0.06 1,364 73 0.06
M20 X25 |15.7 912 51 0.065 1,622 91 0.065 1,216 68 0.065
No. 8-32UNC| 3.1 4,621 47 0.01 8,214 84 0.01 6,161 63 0.01
No.10 -24UNC| 3.7 3,871 54 0.015 6,882 96 0.015 5,162 72 0.015
Ya -20UNC| 4.55 3,148 89 0.025 5,597 159 0.025 4,197 119 0.025
4 - 6 , . , . ' .
U Va -28UNF | 4.55 3,148 89 0.025 5,597 159 0.025 4,197 119 0.025
%6 -18UNC| 5.7 2,513 85 0.03 4,468 151 0.03 3,351 113 0.03
3/3 -16UNC| 6.7 2,138 89 0.035 3,801 158 0.035 2,851 118 0.035
746 -14UNC| 7.7 1,860 91 0.04 3,307 162 0.04 2,480 122 0.04
2 -13UNC| 9.2 1,557 77 0.045 2,768 137 0.045 2,076 103 0.045
Yie - 28 4.86 2,982 %1 0.025 5,302 R 0.025 3,976 %1 0.025
Vs - 28 5.76 2,512 %1 0.03 4,465 R 0.03 3,349 #1 0.03
Rc Ya- 19 7.98 1,814 %1 0.04 3,225 %1 0.04 2,419 %1 0.04
(PT) | 3s-19 | 968| 1,493 %1 0.045 2,654 %1 0.045 1,990 %1 0.045
2 - 14 11.61 1,246 %1 0.055 2,215 R 0.055 1,661 %1 0.055
1T -1 15.54 930 #1 0.065 1,654 R 0.065 1,240 #1 0.065
Yie- 27 4.86 2,984 *1 0.025 5,304 %1 0.025 3,978 *1 0.025
Vs - 27 5.76 2,513 %1 0.03 4,467 %1 0.03 3,350 %1 0.03
4 - d P ! . i g !
NPT Va- 18 7.98 1,815 %1 0.04 3,227 %1 0.04 2,420 %1 0.04
- 18 9.68 1,493 *1 0.045 2,655 R 0.045 1,991 *1 0.045
V2 - 14 11.61 1,246 *1 0.055 2,215 %1 0.055 1,661 *1 0.055
1 -11% 1554 930 *1 0.065 1,653 R 0.065 1,240 *1 0.065

EXDhEEOE TTERATEL,

H¥1INTIBDIVREICRKDELEDFRT,

1. ThreadPro THIEIRRE NDENHIREIFBSEE T . SERAVEIZLICHRD. UIHIRE
BAEREDEICT—IPEM. Fv v I OBIEEDERIKRICKD. UIHIREZFE
TEL,

2. TEDIRNEEZR/IRICINZ TSEATE L.

3. L EORERRIFERDKISICEDFET,
MIERCBVTHFBESIND T EZFHTHER T,

4. FE2RUEBDRE (&, ThreadPro T 709 S5 LZEER UIERIC.

[RUIMTES (Lo)l & [Zmin (NTREE) | DENS
BHTEFT,

5. XTI AGERUHICBVTYIHEERIZER T 283, UIHARIX —HDO#ET 20D

ZCHERATEV., Fe b < FOUE - BEITEETIV. FENOBNHBDOET,

Zmin

Spindle rotation must be counterclockwise due to the
left-hand cut configuration.

1. Values vary depending on the depth of hole to be machined.

1. The cutting conditions initially displayed in ThreadPro are reference values.
Before use, please adjust the cutting conditions according to the recommended
cutting condition table as well as the actual machining environment, such as the
rigidity of machine, tool holder and workpiece clamping.

. Tool vibrations should be kept at a minimum level for maximum accuracy.

. Bottom shape of finished hole is as depicted in the right picture. Please make sure

thatitis acceptable based on the cutting instruction in advance.

The length of the incomplete thread can be calculated in ThreadPro as the

difference between the "tapping length (Lo)" and the "Zmin (machining depth)"

when creating a program.

. When machining magnesium alloy materials, please use the coolant oil
recommended by the coolant oil manufacturer. Please also properly dispose the
cutting chips to prevent fire hazards.
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PDHISRIFREER cuting conons

P.9~P.14 AT-2
HHEI Harﬂ%ﬁ@teel
Work Material
25~45HRC 45~50HRC 50~65HRC
HELELHIHA I7rJO—
Recommended Coolant Air Blow
Cﬁﬂﬁgﬁgd 35~75 35~65 35~55
(m/min)
M SoEE | E0iEE (NS00308| BUREE | XDEE [VH00K0E| EEEE | EDEE 1700208
e Thread Size Spt_ee:i Feed' Feed per Tooth Spggg Feed‘ Feed per Tooth Sp_ee4d Feed_ Feed per Tooth
(min™) (mm/min) (mm/t) (min™) (mm/min) (mm/t) (min™) (mm/min) (mm/t)
M 3 X0.5 24 5,968 48 0.01 5,968 48 0.01 5,968 48 0.01
M 4 X0.7 3.1 4,621 62 0.015 4,621 62 0.015 4,621 62 0.015
M 5 X0.8 4 3,581 49 0.017 3,581 49 0.017 3,581 49 0.017
M 6 X1 4.6 3,114 58 0.02 3,114 58 0.02 3,114 58 0.02
M 8 X1.25| 6.2 2,310 62 0.03 2,310 62 0.03 2,310 62 0.03
M M 10 X1.5 7.5 1,910 67 0.035 1,910 67 0.035 1,910 67 0.035
M12 X1.75| 9 1,592 72 0.045 1,592 72 0.045 1,592 72 0.045
M16 X2 1.7 1,224 72 0.055 1,224 72 0.055 1,224 72 0.055
M18 X2.5 |14 1,023 55 0.06 1,023 55 0.06 1,023 55 0.06
M20 X2.5 |15.7 912 51 0.065 912 51 0.065 912 51 0.065
No. 8-32UNC| 3.1 4,621 47 0.01 4,621 47 0.01 4,621 47 0.01
No.10 -24UNC| 3.7 3,871 54 0.015 3,871 54 0.015 3,871 54 0.015
Va -20UNC| 4.55 3,148 89 0.025 3,148 89 0.025 3,148 89 0.025
Va -28UNF | 4.55 3,148 89 0.025 3,148 89 0.025 3,148 89 0.025
U %6 -18UNC| 5.7 2,513 85 0.03 2,513 85 0.03 2,513 85 0.03
3% -16UNC| 6.7 2,138 89 0.035 2,138 89 0.035 2,138 89 0.035
746 -14UNC| 7.7 1,860 91 0.04 1,860 91 0.04 1,860 91 0.04
2 -13UNC| 9.2 1,557 77 0.045 1,557 77 0.045 1,557 77 0.045
Yhe - 28 4.86 2,982 %1 0.025 2,982 *1 0.025 2,982 %1 0.025
Vs - 28 5.76 2,512 %1 0.03 2,512 1 0.03 2,512 %1 0.03
Rc Va- 19 7.98 1,814 %1 0.04 1,814 %1 0.04 1,814 %1 0.04
(PT) 3 - 19 9.68 1,493 ¥1 0.045 1,493 %1 0.045 1,493 *1 0.045
2 - 14 11.61 1,246 %1 0.055 1,246 %1 0.055 1,246 %1 0.055
1T -1 15.54 930 %1 0.065 930 1 0.065 930 %1 0.065
Yie - 27 4.86 2,984 %1 0.025 2,984 %1 0.025 2,984 %1 0.025
Vs - 27 5.76 2,513 %1 0.03 2,513 %1 0.03 2,513 %1 0.03
NPT Ya- 18 7.98 1,815 %1 0.04 1,815 %1 0.04 1,815 %1 0.04
3 - 18 9.68 1,493 %1 0.045 1,493 *1 0.045 1,493 %1 0.045
2 - 14 11.61 1,246 %1 0.055 1,246 %1 0.055 1,246 %1 0.055
1 - 11%]| 1554 930 %1 0.065 930 %1 0.065 930 %1 0.065

EXDhEEEER CTERATEL,

H1LINLTTDIVREICRKDELEDFRT,

1. ThreadPro CHIMIRRE NDENHIREFSEBE T, SEAVELICHRED. UIHIRSE
BEERZHECT—IPEM. Fv v I ORIEEOERKRICKD . UIHIRGZFEE
TEL,

2. TEDIRNBEEZ&/)\RICINA TTEATEL.

3. EODNERREAERDLSICEDFT,

MIERICBVTHFEEIND T EZFHTHER TS,

4. FELRUBDREE. ThreadProTT7OI S LZEER LTZERIC.
[RUITERS (Lo)l & [Zmin (NTRS) 1 DENS
BHTEFT,

5. XIRY D LAESTEICBVTYIHEERIZER T B, CIHEHEI X —HD#RT 250
ZEERATEV. Fe b < FOMUE - ERITEFE TSIV, BENOBNHSHDFT,

Zmin

Spindle rotation must be counterclockwise due to the
left-hand cut configuration.

#1. Values vary depending on the depth of hole to be machined.

1. The cutting conditions initially displayed in ThreadPro are reference values.
Before use, please adjust the cutting conditions according to the recommended
cutting condition table as well as the actual machining environment, such as the
rigidity of machine, tool holder and workpiece clamping.

. Tool vibrations should be kept at a minimum level for maximum accuracy.

. Bottom shape of finished hole is as depicted in the right picture. Please make sure
that it is acceptable based on the cutting instruction in advance.

. The length of the incomplete thread can be calculated in ThreadPro as the
difference between the "tapping length (Lo)" and the "Zmin (machining depth)"
when creating a program.

. When machining magnesium alloy materials, please use the coolant oil
recommended by the coolant oil manufacturer. Please also properly dispose the
cutting chips to prevent fire hazards.
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AT-2

ATV LA

Stainless Steel - Tool Steel

R

puE =t S5 - 553k - 50 5 1 Uik

Cast Steel - Cast Iron + Ductile Cast Iron

i - & - S - FiE
Copper - Brass - Brass Casting - Bronze

Cu-Bs-BsC- PB

Work Material SUS304 - SKD SC- FC+ FCD p—— e
HELR LRI KB EEHE I7J0O— KA HIHRE]
Recommended Coolant Water-Soluble Air Blow Water-Soluble
cﬂﬁ%’?}fid 35~100 35~100 35~75
(m/min)
TE R E0EE (400208 [ETAF R TADEII] e 0 1 GEE RDEE TH0HE
Thread Thread Size Spggg Feed. Feed per Tooth Spfegg Feed. Feed per Tooth Spge:i Feed‘ Feed per Tooth Spgejﬂ Feed‘ Feed per Tooth
(min™)  (mm/min)  (mm/t) (min™) [ (mm/min) | (mm/t) (min™)  (mm/min)  (mm/t) (min™)  (mm/min)  (mm/t)
M 3 X0.5 24 5,968 48 0.01 7,958 64 0.01 7,958 64 0.01 5,968 48 0.01
M 4 X0.7 3.1 4,621 62 0.015 6,161 83 0.015 6,161 83 0.015 4,621 62 0.015
M 5 X0.8 4 3,581 49 0.017 4,775 65 0.017 4,775 65 0.017 3,581 49 0.017
M 6 X1 4.6 3,114 58 0.02 4,152 78 0.02 4,152 78 0.02 3,114 58 0.02
M 8 X1.25| 6.2 2,310 62 0.03 3,080 83 0.03 3,080 83 0.03 2,310 62 0.03
M M10 X1.5 7.5 1,910 67 0.035 2,546 89 0.035 2,546 89 0.035 1,910 67 0.035
M12 X1.75| 9 1,592 72 0.045 2,122 95 0.045 2,122 95 0.045 1,592 72 0.045
M16 X2 1.7 1,224 72 0.055 1,632 96 0.055 1,632 96 0.055 1,224 72 0.055
M18 X25 |14 1,023 55 0.06 1,364 73 0.06 1,364 73 0.06 1,023 55 0.06
M20 X25 |15.7 912 51 0.065 1,216 68 0.065 1,216 68 0.065 912 51 0.065
No. 8-32UNC| 3.1 4,621 47 0.01 6,161 63 0.01 6,161 63 0.01 4,621 47 0.01
No.10 -24UNC| 3.7 3,871 54 0.015 5,162 72 0.015 5,162 72 0.015 3,871 54 0.015
Ya -20UNC| 4.55 3,148 89 0.025 4,197 119 0.025 4,197 119 0.025 3,148 89 0.025
Va -28UNF | 4.55 3,148 89 0.025 4,197 119 0.025 4,197 119 0.025 3,148 89 0.025
U %6 -18UNC| 5.7 2,513 85 0.03 3,351 113 0.03 3,351 113 0.03 2,513 85 0.03
3/3 -16UNC| 6.7 2,138 89 0.035 2,851 118 0.035 2,851 118 0.035 2,138 89 0.035
7h6 -14UNC| 7.7 1,860 91 0.04 2,480 122 0.04 2,480 122 0.04 1,860 91 0.04
2 -13UNC| 9.2 1,557 77 0.045 2,076 103 0.045 2,076 103 0.045 1,557 77 0.045
Yie- 28 4.86 2,982 %1 0.025 3,976 %1 0.025 3,976 %1 0.025 2,982 %1 0.025
Vs - 28 5.76 2,512 %1 0.03 3,349 *1 0.03 3,349 *1 0.03 2,512 *1 0.03
Rc Va- 19 7.98 1,814 *1 0.04 2,419 %1 0.04 2,419 %1 0.04 1,814 %1 0.04
(PT) 3 - 19 9.68 1,493 %1 0.045 1,990 %1 0.045 1,990 %1 0.045 1,493 %1 0.045
2 - 14 11.61 1,246 %1 0.055 1,661 %1 0.055 1,661 %1 0.055 1,246 %1 0.055
1T -1 15.54 930 %1 0.065 1,240 %1 0.065 1,240 %1 0.065 930 #1 0.065
Yie- 27 4.86 2,984 *1 0.025 3,978 *1 0.025 3,978 *1 0.025 2,984 *1 0.025
Vs - 27 5.76 2,513 %1 0.03 3,350 %1 0.03 3,350 %1 0.03 2,513 %1 0.03
NPT Va- 18 7.98 1,815 %1 0.04 2,420 %1 0.04 2,420 %1 0.04 1,815 %1 0.04
3 - 18 9.68 1,493 %1 0.045 1,991 *1 0.045 1,991 *1 0.045 1,493 *1 0.045
2 - 14 11.61 1,246 *1 0.055 1,661 *1 0.055 1,661 *1 0.055 1,246 *1 0.055
1 - 11% 1554 930 %1 0.065 1,240 *1 0.065 1,240 *1 0.065 930 *1 0.065

EXDhEMEOE TTERATEL,

H¥1INTIBDIVREICRDELEDRT,

1. ThreadPro THIHIRRE NDENHIRGIFBSEETT . SERAVVEIELICHRD. UIHIRE
BEAEREDEICT—IPEM. Fv v o OBIEZEDERKRICKD . tIEISRMG = HE
TEL,

2. TEDIRNEEZR/IRICINZ TSEATE L.

3. EONERRIFAERDKISICEDFT,
MIERICBVTHFEEIND T EZFHTHER TS,

4. FE2RUEBDRE (&, ThreadPro© 709 S LZER UIERIC.

[RUIMTERE (Lo)]l & [Zmin (NTREE) | DELS
BHTEFT,

5. XTI AERUHICBVTYIHEERIZER T 283, UIHBARIX —HDO#ET 20

ZCHERATEV., Fe b <FOUE - BEITERETIV. FENOBNHBDOET,

Zmin

Spindle rotation must be counterclockwise due to the
left-hand cut configuration.

1. Values vary depending on the depth of hole to be machined.

1. The cutting conditions initially displayed in ThreadPro are reference values.
Before use, please adjust the cutting conditions according to the recommended
cutting condition table as well as the actual machining environment, such as the
rigidity of machine, tool holder and workpiece clamping.

. Tool vibrations should be kept at a minimum level for maximum accuracy.

Bottom shape of finished hole is as depicted in the right picture. Please make sure

thatitis acceptable based on the cutting instruction in advance.

The length of the incomplete thread can be calculated in ThreadPro as the

difference between the "tapping length (Lo)" and the "Zmin (machining depth)"

when creating a program.

. When machining magnesium alloy materials, please use the coolant oil
recommended by the coolant oil manufacturer. Please also properly dispose the
cutting chips to prevent fire hazards.
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PIRISRFEEER curing conarions

P.9~P.14 AT-2
T o et ircid -2 250, o
Work Material YACHH Magnesium Alloy Casting - Zinc Alloy Casting T|ta.n|um Alloy
AL- AC- ADC MC- ZDC Ti-6Al-4V
HELR LRI KBS HRE] KA EEIHE] KB EEHE]
Recommended Coolant Water-Soluble Water-Soluble Water-Soluble
CE)tJtﬁug%are%d 35~100 35~55
(m/min)
AURS & | o BmEE xoms 1200208 IBTNEDFCARIIDE | SinEE  XDEE 9200508
Thread Thread Size Sp{ee:i Feed‘ Feed per Tooth Spt_eg‘d Feed_ Feed per Tooth Sp.eeg Feed‘ Feed per Tooth
(min™) (mm/min) (mm/t) (min™) (mm/min) (mm/t) (min™) (mm/min) (mm/t)
M 3 X0.5 24 10,610 85 0.01 7,958 64 0.01 5,968 48 0.01
M 4 X0.7 3.1 8,214 111 0.015 6,161 83 0.015 4,621 62 0.015
M 5 X0.8 4 6,366 87 0.017 4,775 65 0.017 3,581 49 0.017
M 6 X1 4.6 5,536 103 0.02 4,152 78 0.02 3,114 58 0.02
M 8 X1.25| 6.2 4,107 111 0.03 3,080 83 0.03 2,310 62 0.03
M M10 X1.5 7.5 3,395 119 0.035 2,546 89 0.035 1,910 67 0.035
M12 X1.75| 9 2,829 127 0.045 2,122 95 0.045 1,592 72 0.045
M16 X2 11.7 2,176 129 0.055 1,632 96 0.055 1,224 72 0.055
M 18 X25 |14 1,819 97 0.06 1,364 73 0.06 1,023 55 0.06
M20 X25 |15.7 1,622 91 0.065 1,216 68 0.065 912 51 0.065
No. 8-32UNC| 3.1 8,214 84 0.01 6,161 63 0.01 4,621 47 0.01
No.10 -24UNC| 3.7 6,882 96 0.015 5,162 72 0.015 3,871 54 0.015
Va -20UNC| 4.55 5,597 159 0.025 4,197 119 0.025 3,148 89 0.025
Va -28UNF| 4.55 5,597 159 0.025 4,197 119 0.025 3,148 89 0.025
U %e -18UNC| 5.7 4,468 151 0.03 3,351 113 0.03 2,513 85 0.03
3/3 -16UNC| 6.7 3,801 158 0.035 2,851 118 0.035 2,138 89 0.035
7h6 -14UNC| 7.7 3,307 162 0.04 2,480 122 0.04 1,860 91 0.04
2 -13UNC| 9.2 2,768 137 0.045 2,076 103 0.045 1,557 77 0.045
Yie- 28 4.86 5,302 %1 0.025 3,976 %1 0.025 2,982 %1 0.025
Vs - 28 5.76 4,465 %1 0.03 3,349 %1 0.03 2,512 *1 0.03
Rc Va- 19 7.98 3,225 %1 0.04 2,419 %1 0.04 1,814 %1 0.04
(PT) 3 - 19 9.68 2,654 %1 0.045 1,990 %1 0.045 1,493 %1 0.045
V2 - 14 11.61 2,215 %1 0.055 1,661 R 0.055 1,246 %1 0.055
1T -1 15.54 1,654 %1 0.065 1,240 %1 0.065 930 *1 0.065
Yie- 27 4.86 5,304 %1 0.025 3,978 %1 0.025 2,984 *1 0.025
Vs - 27 5.76 4,467 %1 0.03 3,350 %1 0.03 2,513 %1 0.03
NPT Va- 18 7.98 3,227 %1 0.04 2,420 %1 0.04 1,815 %1 0.04
3 - 18 9.68 2,655 *1 0.045 1,991 %1 0.045 1,493 *1 0.045
2 - 14 11.61 2,215 %1 0.055 1,661 %1 0.055 1,246 *1 0.055
1 - 11%| 1554 1,653 *1 0.065 1,240 %1 0.065 930 *1 0.065

EXDhEEEER CTERATEL,

H1LINLTTDIVREICRKDELEDFRT,

1. ThreadPro CHIMIRRE NDENHIREFSEBE T, SEAVELICHRED. UIHIRSE
BEEREDEICT—IPEM. F v v o OBIMEOERKRICKD. tIHIRGZEE
TEL,

2. TEDIRNBEEZR/IRICINZ TTERATE L,

3. EODNERREAERDLSICEDFT,

MIERICBVTHFEEIND T EZFHTHER TS,

4. FELRUBDREE. ThreadProTT7OI S LZEER LTZERIC.
[RUITERS (Lo)l & [Zmin (NTRS) 1 DENS
BHTEFT,

5. XIRY D LAESTEICBVTYIHEERIZER T B, CIHEHEI X —HD#RT 250
ZEERATEV. Fe b < FOMUE - ERITEFE TSIV, BENOBNHSHDFT,

Zmin

X*F & UESE - NIBGECE U TRKBMIEIGEZ CEADLE. RQUITRET1DEED
UL EFAIiR—)LiBR D« X CH7UR : OFD) TIILIY BEDH LEEkHRNMER T
nxy.

Spindle rotation must be counterclockwise due to the
left-hand cut configuration.

#1. Values vary depending on the depth of hole to be machined.

1. The cutting conditions initially displayed in ThreadPro are reference values.
Before use, please adjust the cutting conditions according to the recommended
cutting condition table as well as the actual machining environment, such as the
rigidity of machine, tool holder and workpiece clamping.

. Tool vibrations should be kept at a minimum level for maximum accuracy.

. Bottom shape of finished hole is as depicted in the right picture. Please make sure
that it is acceptable based on the cutting instruction in advance.

. The length of the incomplete thread can be calculated in ThreadPro as the
difference between the "tapping length (Lo)" and the "Zmin (machining depth)"
when creating a program.

. When machining magnesium alloy materials, please use the coolant oil
recommended by the coolant oil manufacturer. Please also properly dispose the
cutting chips to prevent fire hazards.

» w N

v

% For titanium alloys and Ni-based alloys, the above condition table applies only
when using a water-soluble cutting fluid and processing with a thread length of
approximately 1xD or an oil hole compatible size (oil hole column: O mark).
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P.9~P.14 AT-2
i Eas % = Ay
4 >32)L Inconel _
RV HI A KBS EI R KB LTI
Recommended Coolant Water-Soluble Water-Soluble
cﬁﬂﬁg%rid 35~100
(m/min)
S mTE e CEHERE EDIRE 1XHDODEDE [EERERE EDIRE 1FIHDDEDE
o) e o) i) |
M 3 X05 | 24 4,642 37 0.01 7,958 64 0.01
M 4 x07 | 3.1 3,594 49 0.015 6,161 83 0.015
M 5 %08 | 4 2,785 38 0.017 4,775 65 0.017
M 6 X1 46 2,422 45 0.02 4,152 78 0.02
M 8 X1.25| 6.2 1,797 49 0.03 3,080 83 0.03
M M10 X1.5 | 7.5 1,485 52 0.035 2,546 89 0.035
M12 X1.75| 9 1,238 56 0.045 2,122 95 0.045
M16 X2 11.7 952 56 0.055 1,632 9% 0.055
M18 X2.5 |14 796 42 0.06 1,364 73 0.06
M20 X2.5 | 157 710 40 0.065 1,216 68 0.065
No. 8-32UNC| 3.1 3,594 37 0.01 6,161 63 0.01
No.10-24UNC| 3.7 3,011 42 0.015 5,162 72 0.015
Va -20UNC| 4.55 2,449 69 0.025 4,197 119 0.025
Va -28UNF| 4.55 2,449 69 0.025 4,197 119 0.025
U %6 -18UNC| 5.7 1,955 66 0.03 3,351 113 0.03
33 -16UNC| 6.7 1,663 69 0.035 2,851 118 0.035
7h6 -14UNC| 7.7 1,447 71 0.04 2,480 122 0.04
2 -13UNC| 9.2 1,211 60 0.045 2,076 103 0.045
Yie - 28 4.86 2,320 1 0.025 3,976 X1 0.025
Vs - 28 5.76 1,954 1 0.03 3,349 X1 0.03
Rc Va- 19 7.98 1,411 1 0.04 2,419 1 0.04
(PT) | 3-19 9.68 1,161 %1 0.045 1,990 %1 0.045
V2-14 | 11.61 969 1 0.055 1,661 X1 0.055
1 -1 15.54 724 1 0.065 1,240 1 0.065
Yie - 27 4.86 2,321 X1 0.025 3,978 X1 0.025
Vs - 27 5.76 1,954 1 0.03 3,350 1 0.03
NPT Va- 18 7.98 1,412 1 0.04 2,420 X1 0.04
- 18 9.68 1,161 1 0.045 1,991 1 0.045
V- 14 |11.61 969 X1 0.055 1,661 1 0.055
1 - 11%| 1554 723 1 0.065 1,240 1 0.065

EXDhEMEOE TTERATEL,

H¥1INTIBDIVREICRDELEDRT,

1. ThreadPro THIHIRRE NDENHIRGIFBSEETT . SERAVVEIELICHRD. UIHIRE
BEAEREDEICT—IPEM. Fv v o OBIEZEDERKRICKD . tIEISRMG = HE
TEL,

2. TEDIRNEEZR/IRICINZ TSEATE L.

3. EONERRIFAERDKISICEDFT,
MIERICBVTHFEEIND T EZFHTHER TS,

4. FE2RUEBDRE (&, ThreadPro© 709 S LZER UIERIC.

[RUIMTERE (Lo)]l & [Zmin (NTREE) | DELS
BHTEFT,

5. XTI AERUHICBVTYIHEERIZER T 283, UIHBARIX —HDO#ET 20

ZCHERATEV., Fe b <FOUE - BEITERETIV. FENOBNHBDOET,

Zmin

#F Y UEE - NIBGRICEU TIRKBEIEIERZ CERD L. QUITRT1IDEED
UL B A IUR—ILER Y A X G : OFD) TINT Y 2BaDH LEcskHRIERS
nEy,

&

Spindle rotation must be counterclockwise due to the
left-hand cut configuration.

1. Values vary depending on the depth of hole to be machined.

1. The cutting conditions initially displayed in ThreadPro are reference values.
Before use, please adjust the cutting conditions according to the recommended
cutting condition table as well as the actual machining environment, such as the
rigidity of machine, tool holder and workpiece clamping.

. Tool vibrations should be kept at a minimum level for maximum accuracy.

. Bottom shape of finished hole is as depicted in the right picture. Please make sure

thatitis acceptable based on the cutting instruction in advance.

The length of the incomplete thread can be calculated in ThreadPro as the

difference between the "tapping length (Lo)" and the "Zmin (machining depth)"

when creating a program.

. When machining magnesium alloy materials, please use the coolant oil
recommended by the coolant oil manufacturer. Please also properly dispose the
cutting chips to prevent fire hazards.

ENEENTIN]

w

% For titanium alloys and Ni-based alloys, the above condition table applies only
when using a water-soluble cutting fluid and processing with a thread length of
approximately 1xD or an oil hole compatible size (oil hole column: O mark).
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EIRISRFEEER curing conarions

P.15~P.16 AT-2 R-SPEC
I ZIVEZOLEEHEY PIVEZULGRREM - NIRY U LGS =
‘K Material Aluminum Alloy Casting Aluminum - Magnesium Alloy Copper Alloy
Wor AC4C - ADC A5052 - A7075 - AZ91 - AZ80A C1100

HERRIEE] KA LR RA] KA METIHRE] KA LT ERA]
Recommended Coolant Water-Soluble Water-Soluble Water-Soluble
Cutting Speed 100 ~300 100 ~300 100 ~300
(m/min)
2D5A T 25D A7 2D A7 25D A7 2D AT 25D A7
2x DType 2.5xDType 2xDType 2.5xDType 2xDType 2.5xDType

IR DC W W
Tl o Al Y MRl R | A0S
Speed  Feed ZDE Speed  Feed D& Speed | Feed
(min™)  (mm/min) o AR LSS (min) | (mm/min)

(mm/t)

Feed perTooth
mm/t)

e SRR | EnER e BEEE D L BEEE DR L
the:.'p;;T/Dgh (:?:1) (mne\/emin) Fe(e:"p::'r;):)th (rﬁier?‘) (mne\/emin) (mieri‘) (mn?/emin

) Feed perTooth

Feed perTooth
(mm/t) (mm/t)

M 3X0.5 | 24 (13,263/ 1,592 | 03 13,263/ 1,592 | 0.3 [13,263| 159

0.03 [13,263| 159 | 0.03 |13,263) 159 | 0.03 |13,263| 159 | 0.03

M 4X0.7 | 3.1 (14,375{ 1,941 | 03 |14,375/ 1,941 | 03 |14,375| 194

0.03 [14,375| 194 | 0.03 |14,375 194 | 0.03 |14,375] 194 | 0.03

M 5%X0.8 | 4 (15915/1910| 03 |12,732(1,528| 0.3 |15915 255

0.04 [12,732| 204 | 0.04 |15915 255 | 0.04 (12,732| 204 | 0.04

M 6X1 4.6 (15224| 2,842 | 04 |11,072] 2,067 | 0.4 |15224| 284

0.04 [11,072| 207 | 0.04 |15,224 284 | 0.04 (11,072| 207 | 0.04

M 8%X1.25| 6.2 12,322/ 2,218 | 04 | 8214|1,479| 04 |12,322] 277

0.05 | 8,214/ 185 | 0.05 |12,322) 277 | 0.05 | 8,214 185 | 0.05

M10X1.5 | 7.5 (10,186| 2,037 | 0.4 | 6,791/1,358 | 0.4 (10,186 255

0.05 | 6,791| 170 | 0.05 10,186, 255 | 0.05 | 6,791 170 | 0.05

M12X1.75| 9 8,488/ 1,698 | 0.4 | 5659/ 1,132| 04 | 8488 212

0.05 | 5659 141 | 0.05 | 8488 212 | 0.05 | 5659 141 | 0.05

EXDHEMEEER TERATEL,

1. ThreadPro CHIHARRE N BRI FEEBTY . TEAVEELICHIZD . FIRISM
BERZDEICT—I O, Fv v I DRIEZEORAKRICKD. YIRS ZR7%
TEL.

2. TEDIRNEEZR/I\RICHIZ TTEATEL.

3. EDNERRIFERDK S [CIEDFT .
MIERCBNTHEEND T EZFHTHETE L.

4. AELRUBDRE(E, ThreadProTTO TS LZER UTZBRIC,

[MAUITRE (Lo)l & [Zmin (NITRE) I DEDLS
BHTEFT,

5. Y72V LAERVIEICBVWTYIRIHEZ AT DR, SIHPRRIX —H DHEERT 560

ZSEATEV. R 1D < FOME - EEICER TSIV FEXOEBNDSHDFHT .

w N

Zmin

N

wv

Spindle rotation must be counterclockwise due to the
left-hand cut configuration.

. The cutting conditions initially displayed in ThreadPro are reference values.

Before use, please adjust the cutting conditions according to the recommended
cutting condition table as well as the actual machining environment, such as the
rigidity of machine, tool holder and workpiece clamping.

. Tool vibrations should be kept at a minimum level for maximum accuracy.
. Bottom shape of finished hole is as depicted in the right picture. Please make sure

that it is acceptable based on the cutting instruction in advance.

. The length of the incomplete thread can be calculated in ThreadPro as the

difference between the "tapping length (Lo)" and the "Zmin (machining depth)"
when creating a program.

. When machining magnesium alloy materials, please use the coolant oil

recommended by the coolant oil manufacturer. Please also properly dispose the
cutting chips to prevent fire hazards.

OSG’s Environmental Initiatives

BE-B1—FT«0 BEUYAIIL

F—IRI—-RBRIBEICEBULVLVIDHIZHEELTVNET

Tool Reconditioning Carbide Recycling 3

5 F
EATEE B L IBERSE BHECEREoBELAR : ﬁ '
BIRgaCLF. EEREE HAEN—RXZ)T [BEUYAI)L] $HTENTRETI, L f"
IRRIBORETIHNOEHIC BEUYAIIVIE FLEBOUT7AIINZESELZD { .
DENDFET, BEMHOEREBZESTIENTE RERBICRIEET, -
Tool reconditioning contributes to resource Carbide tools that can no longer be reground can be recycled through Nihon Hard Metal's
conservation by bringing worn cutting tools back to life, carbide recycling program. Cemented carbide materials contain a large amount of rare metals.
which is environmentally friendly and sustainable. Carbide recycling reduces material consumption and contributes to environmental preservation.

8



7 - 5 y hﬁm H#m 7'{4 y h Proper Usage of Coolant

SEffaMZESBEVDZSIE. ERICTNORICIHIRZFI(T7 70-) BiaEI NS L3IC

JAIWDEUE. I—FVME(I7—FE) CTERLEE L,

For external lubrication, pay attention to the nozzle position and coolant pressure (air pressure) so that cutting fluid (air blow) is reliably supplied into the hole.

BRUOOTERIVYiREICT SRR HBIEE

When there is sufficient clearance between the entrance of the thread and the
end face of the holder

RURETHHIMRINEIETED LS IC/ XIVDIIE.
BEZ@EVICRELTTE L,

Set the nozzle position and direction appropriately so that cutting fluid can be
supplied to the back of the thread.

BARUoOrxeRIVYinEICERDMEIVGS

When there is little clearance between the entrance of the thread and the end face of the holder

BICRUOOTICLIEAFINMEE TEDLSIC, /XIVDMUE. AEBIVI—5Y bOIEHEZBEICERELTTE L,

Set the nozzle position, direction, and coolant discharge pressure appropriately so that cutting fluid can always be supplied to the entrance of the thread.

IV BUIHIEF DA ZEE U —5 7 MNEDME EDHIMEI O SR NI +5

The holder is blocking the supply of cutting fluid. The coolant pressure is low and the supply of cutting fluid is insufficient.

Wﬁﬂﬁfﬂiﬁﬁﬁ EIW%W%B{E ll\ 0)1;2—‘&" When using a machine tool equipped with an internal coolant supply system

Jby bRIV—FTcISAERIEH T TD

B EEHRENELED, .
Collet-through or internal coolant supply method is ) g
recommended.

AT-1 AT-2
AT2 R-SPEC (GH7REL)

No coolant holes

IHIREGEER (P.17 ~ P.23) Z8E([CINTICELEI -5V b e

Refer to the cutting condition tables (p.17 ~ p.23) to select a suitable coolant for machining.

&

AT2 R-SPEC GRyTfdE)

with oil hole

BEE PEL
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TECHNICAL

7.."] I 5_“ - 9 Cutting Data

EgiAsd—KDVURUa1—Y3Y

el L\ [ ——— P.26
EgiAs Coated One Pass Carbide Thread Mill

SiEEMADUROREYI— RN fFE

e AT -2 o P.29

DUROREY Coated Carbide Thread Mill
with End-cutting Edge for High-hardness Steels

JESADLCO— M EHERENHE
EEE;(BI\;H:IE)[, R AT_2 R_SPEC ........................ P.32

DLC Coated High-efficiency Carbide Thread Mill
with End-cutting Edge for Non-ferrous Materials

-U- 7I-\° - I\ ‘y - J I/ Supporting Tools

Zb\yl\“s)lj%-ﬂ-;ﬁ_t\jé33®\y_“j ..................................................................... . P.33

3 Supportive Tools for Your Thread Milling Needs

DCT75 ﬁ;“kj;ﬁﬁ ........................................................................................................ P'43

DCT75 Specification

DCT ﬁgqﬁviﬁﬁ ........................................................................................................... . P.45

DCT Specification

B SUBISRE. UIHIFRES CRL<BELTVET,

m Covers a wide range of topics, from basics to cutting conditions and cutting principles.
RY — V) —
TECHMICAL nbmb7741 (ZI-/‘y h:,b)
BATA . — Thread Milling Cutter (Thread Mill)
fALYID 7512 9
(Xlrx EIR)

if&[%ﬁmﬁ Main Contents

1. Abvw FE)I)@%E . %gl&@%ﬁﬂﬁj Features of the thread mill and explanation of each part

2. JNTJEIE Processing principle

3. HIEIMD U K d+ Mechanism of cutting

4, TEDFE ALvw RIS )IVOIEFEELFRE Tool classification, types and features of thread mills
5. tIHIZRME Cutting conditions

6. NCjD QEL\YEEE NC program creation

7

8

9.

0

: f’%ﬁﬁg?&;NCj’D g5 L\1§IJ Typical NC program example
. BBHfEI Regrinding

A-TAL- R ALY RV YU—ZXD S TIUKIER Troubleshooting for thread mill series ifjf‘ffr::_a?s
10. FAQ FAQ

8
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AT' 1 ”uI 5-“_ 9 Cutting Data

.En Unm%% Effects of left-hand helix

ERITE AT-1 HINTAEADHR UBINERZELLER comparison of differencesin internal thread pitch diameter atnitial cutting stage
Tool $7.7%X22 P1 4F BfiI:mm Unit:mm
HEHlRE O OEME Bf|DEZE =ZE
Work Material SCM440 (30HRC) Hole Entry Inner Hole Area Dia. Difﬂ:ence
BIRERE ; - s
Cutting Speed 100m/min (4,136min") BRUIE | 5120 ~+0.140 | +0.040 ~ +0.060 | 0.060 ~ 0.100
Right Hand Helix
i 380mm/min (0.1mm/t) E—
P : +0.120 ~ +0.140 | +0.120 ~ +0.140 0~ 0.020
HRLYAX M10X1 Left Hand Helix
Internal Thread Size mm , .o — W o
— X 18mm G&D) BHEAESTE AT VIV =Y
-leifl\Hole Size @9 mm Though Pitch diameter measurement method : Step gauge ﬁ@ﬁ%zoum
RUITRE Handl uﬁ,&%;ﬁ f
5L landles pitch diameter differences of
Threading LenLgth 15mm 20 pm or less.
INI7EE FOVAY K 1R
Machining Method Climb milling 1-Pass aw
BWEHER (A X—Y)
tﬂﬁ“iﬂiﬁ‘] 7J<5§'T$t7J‘E"J5E§|J (mm) Changes in pitch diameter with time (rendered image)
Coolant Water-Soluble 0.14
B Rk iR =9t % (BT30) . .4 s
Machine Vertical Machining Center 0.12 . Eﬁ}éﬂﬁ? . EEHEHRE —
0.1
) _ . . 8 008
- ERUNER. Oxs BAIDEMEEINEL. &
F—=I7 0 T HDOHEV. Fic. BNZERHIE £ 006
95EOHY MHREELED. BREM. & 004
*The left-hand helix’s small pitch diameter difference '
between the hole entry and inner hole allows a 0.02
delay in gauge-out failure. Moreover, longer tool life
can be achieved with “zero cutting” for correcting 0
bending being eliminated. 1100 200 300 400 500 600 700 800 900 1,00
INITEL

A—IFPR

Number of Holes

. Eg iAS: - 7_-4 yjm%% Effects of EgiAs coating

EHTE AT-1

Tool $7.7X22 P1 4F
R

Work Material SCM440
HIERE : .
Cutting Speed 80m/min (3,307min")
’Eeaizg 30mm/min (0.01Tmm/t)
HRLYAX

Internal Thread Size M10X1mm

TR ®9X25mm (LEb)
Drill Hole Size Blind
RQUITRE

Threading Ler‘1—gth 19mm
BRElmE KA MELIERE
Coolant Water-Soluble
e YRV =—VPt% (BT30)
Machine Vertical Machining Center

[ | 2,000/’1”“1& Cutting edge after threading 2,000 holes

EgiAsd—F 1%

EgiAs Coating

|1|_11

1't!|m.;.|..-,&b

i

WXd—F425

WX Coating

©
-
©
a
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b=}
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AT-1 MT5

9 Cutting Data

O~ DEWHIHEIE. FEeZF/Ic T RIFTMLZITOTLET

Work materials @ to 3 are machined under the conditions shown below.

HRLUTAX

Internal Thread Size

M10X%1

1.

HRUDOTERDEHZERZEN 20U m LA

Internal thread pitch diameter difference between hole entry and inner hole area: 20um or less

Bll: +0.080 DR T v IF—IHINTED. +0.100DR T vI T —IHi

/N $9X25mm (LLb) _
Drill Hole Size Blind 1EERA T CTLEF D,
Eg: +0.080 step gauge passes completely, +0.100 step gauge stops less than or equal to one revolution.
19U1“4'CEES 19mm
TR L 2. 1. Z/Ic T HETRERG (N AHBHRD)
I B MR Ezsr’:z?:i::t:i.ng condition (including number of passes) while fulfilling the requirement of
Coolant Water-Soluble
{EFARE MRV =GtV 5 (BT30)
Machine Vertical Machining Center
@ SUS304®”"I Machining SUS304
EATE AT-1 ftrtte 1560
Tool ®7.7X22 P1 4F Competitor ! ,ﬂiﬁﬁj
- . 1,000 - Still Running
TGRS o | 120m/min (4961min") | 140m/min (5,122min") T a0
b 22 170% LA E
BER . 600 Durability oer GP-OUT
2D 228mm/min (0.05mm/t)| 200mm/min (0.1mm/t) g -
3 400 -
£
K2 . . £
Number of Passes 1JXR Pass 2)\R Passes 200
O .
DNITEFRS ol iy - R
Cutting Time 2.26% sec EEE130% 3.03% sec AT-1 Jo"i;{nieagr
Efficiency
® SSOC@”"I Machining S50C
ERTE AT-1 it oo GP-OUT
Tool ®7.7X22 P1 4F Competitor
AR ; - : - M go0-
Cutting Speed 160m/min (6,614min") | 140m/min (5,122min") % GP-OUT
# it 150% 491
iibizg A . % 400 ] Durability
55 122mm/min (0.02mm/t) | 20mm/min (0.01mm/t) E: -
0 é 200
IAVE - N ¢ 2
Number of Passes 1JXR Pass 3J\R Passes
O |
HITESES ) -
Cutting Time 4.28% sec SEE740% 45.4F sec AT-1 Jﬁt{aﬂr
Efficiency
® SCM440®”“I Machining SCM440
fERTR AT-1 ftiitER 2200
Tool ®7.7X22 P1 4F Competitor 4 Mﬁﬁf ﬂfﬁﬁ_"
a1 2,000 Still Running Still Running
B n 2 N
it 80m/min (3,307min") | 140m/min (5,122min"") I 2,000
# 1,500
EDIERE ; ; £
] 30mm/min (0.01mm/t) | 20mm/min (0.01Tmm/t) £ 1000 -
£
INZEL ¢ ¢ 2 500
Number of Passes 1JXR Pass 4)\R Passes
O |
LESRS 17,128 sec 60.54%% sec ftt G
Cutting Time BEZE350% Competitor

Efficiency

g8




ALYRZIVDFERTHET HBHZHIR ‘

Reduce Energy Use with Thread Mills

ok

Bt S IE SR DBIRIC DD B RE LTSSl T NS hshBvy =y sevsn @
SERCITREOERN T E SR LTI EET 2 BHOMEIC DN D ET,

Stable and uninterrupted machining that reduces machine downtime, the use of compact, low-horsepower machining centers,
and high-efficiency machining that shortens processing time all contribute to reducing power consumption.

BAL—=ZXBDLFREBTRELVCERMIHATHE

Efficient chip evacuation enables stable, uninterrupted machining

ALYy RV OYDLLF @I L TEIENTAL—X
[CHEHEND T8, EMELLRBORIRIC DL D

545C HITH)

REULCERIMIHETEE, .07
Thread mill chips are finely segmented and efficiently evacuated, enabling 3 # o - 4
stable, uninterrupted machining and contributing to reduced machine — ‘(d‘fv __f,f“‘"
downtime. : i -(J—{ N”.r
) L v
e s ~f A7
s / o ~f =
) , et ~FF A
oo, f“"ﬁfﬂ g
Erdr . =iy e
et 01 2 3 4 5(m)
1mm AT
ALy REILDYIOLF AIAS)E v TDED L F

Chip from a spiral fluted tap

Chips from thread mill

BV ZEBRUNMNSHIBINERY Z VT TRKERUDIMIHAIEE

Reduced torque enables machining of large-diameter threads using compact, low-power machining centers

g‘yj’ﬂﬂlt‘:ﬂ:’\“tF}bab""J\'éb\TC&)\ iEtJJU 0 2 3 4 5 6 7 g N'm
Wy = - | | | | | | | |
D—URFEVHIFREDREICKD. INGHDINE
TYZUIEYITHARRUOMI DL, AT-1 0.53
Compared to tapping, thread milling requires lower torque, allowing large- 7.7X24 P1.5 Q\ ©
diameter thread machining on compact, low-power machining centers when o ,— ®
appropriate workholding and cutting conditions are applied. X}S});{aajtle/d%gj ||I'\ %
f=
M10X1.5 HE
==Y
#REIAE : S45C =
Work Material
- ~ o - —
BAT-1CEDTVINZA NI TN IS EZE
Shorten machining time with 1-pass processing using AT-1
ERTR AT-1 Coﬁe;’nztl?gnal IIo% VAN )
TNE 1ROINIREE ()
et $9.7X27 P1.5 5F ©$9.5%X22.5 P1.5 (Holes) Number of Holes (sec)  Processing time for threading 1 hoTe (sec)
B4 1,000 50
Work Material sus3o4
YIEIERE 100m/min 120m/min 900 900
Cutting Speed (3,283min") (4,021min™") 800
EDIRE 31Tmm/min 42mm/min
Feed (0.01mm/t) (0.01mm/t)
HRLYAX 600
Internal Thread Size M12x1.5
P 0,
AT 910.5x25mm (D) Eﬁimo o
rill Hole Size Throug 400 ‘
RQUITRSE
Threading Len;th 22.5mm I
BIHHE KB HELIEIRE 200
Coolant Water-Soluble
B Rk iRy =—vJtr4 (BT30) I
Machine Vertical Machining Center 0
~ : : 1 ERE 1 ERE
ll\ltﬁgr of Passes T1/\R Pass 3J\R Passes AT-1 clm,?,iﬂﬁm AT-1 Clnv?r?ti?)ﬁal

&




AT'2 ”HIF‘_Q Cutting Data

w‘ﬁ“ §it5§§‘:|zﬁ755£ Evaluation method of cutting test

OHRUEED75%% @GP OUTIZCEoI=5
BWTEDEWVMEE U THERRR. HIEZ{TUVHWMEICRT .
Start the test by setting the 75% accuracy of internal Perform correction when a gauge-out

thread to be
Bl:M8X

Example

+0.160

+0.120
+0.10

BHEO

Pitch Dia.

the target of acceptable pitch diameter. occurs and return to the target value.

1.25 HRUHEEG6H (0~+0.160mm)

Accuracy of internal thread

JALME75%:+0.120mm

Target value

+0.160

JALME

Start to
target 75%

BHEO

Pitch Dia.

GP OUT

750/0 +0.120 +0.120
e 2R ‘ v » .
*

OIFEBLLIZF
fAIERDI T HER SR
EBDFETOLQZERDIERT .

RIE DI THYEASTRBOB A T EEH M

Repeat steps 1 and 2 until processing after breakage or

correction is less than 5 continuous holes.

#If machining after correction is less than 5 consecutive holes,
itis judged as tool life.

+0.160

JHLME
75%
BRy—k
Restart to
target 75%

BHEO

Pitch Dia.

. ITj‘D _Ewﬂwmalu Outstanding durability by cutting with air-blow

295X

Holes

{EEIE AT-2 AT-2 AT-2
Tool ®3.1X8P0.7 $6.2X16 P1.25 $7.5X20P1.5 300
)
Work Material SKD11(60HRC)
YIHIRE 45m/min 45m/min 35m/min
Cutting Speed |  (4,621min™) (2,310min™) (1,485min™) 250
EDEE 46mm/min 83mm/min 56mm/min
Feed (0.011Tmm/t) (0.04mm/t) (0.038mm/t)
HRUYAX 200
Internal Thread Size M4 x0.7 M8 x1.25 M10x1.5 7:jE
RQUITRE 7T
Threading Length 7mm 14.8mm 18.5mm &
Bl I770- g 0
Coolant Air Blow s s
DN e, —~ N £ e
wEE | BYYZYIeYY IRV IRV 5 g
Machine (BT40) (HSK63) 100l 8
Horizontal Machining Center Vertical Machining Center
50| a8
S

h 4

v

AT-2 it AT-2 it AT-2 i@
Competitor Competitor Competitor
M4X0.7 M8X1.25 M10X1.5



PIHIE B ST /5 A ICDVTIEP.29ZCE T L,

Please refer to p. 29 for evaluation method of cutting test.

. 7k§'ﬁwﬁu55ﬂjftlai br:ma’l.i Stable durability with water-soluble coolant

EETE AT-2 AT-2 20
Tool $»4X10P0.8 $7.5X20P1.5
)
Work Material SKD11(60HRC) 29{)%2?
SIERE 45m/min 45m/min 200
Cutting Speed (3,581min™) (1,910min™) .
DR 66mm/min 73mm/min e
Feed (0.023mm/t) (0.038mm/t) 1 EE }
=]
. [¥]
HRLY(L M5 0.8 M10%1.5 % 150
nternal Thread Size N
RUITRT 2
Threading Length 9.2mm 18.5mm z
L0 IR z
Coolant Water-Soluble E 100
o (BT40) (HSK63)
Horizontal Machining Center Vertical Machining Center 457
c J\
TKBEHIRRIZESEHEVNS Y ITIITERIED, 50 Tﬁ'% Holes
ACBEYIEPHERIDER TED e, Et
7z 3T D FRZHIR T EN A EE. ¢
Unlike processing with cutting taps, which often involves the use of non-water-
soluble coolant, water-soluble coolant can be used with the AT-2, reducing the n
need to switch machines. 0
AT-2 fth#t & AT-2 ftbttim
Competitor Competitor
M5X0.8 M10X1.5

. 2.5D wn UﬁrEzt’EE lJ-C”uIEJﬁE Stable threading of 2.5 x D made possible

U
EETE AT-2 ax o,
Tool ®7.5X25P1.5 1897% | g
?&EHH Holes =||'\ =
Work Material SKD11(60HRC) " § H §
k] =
M : . 200 P =5
Cutting Speed 35m/min (1,485min™) & =
. 180
L 56mm/min(0.038mm/t) .
ee 8 1367
- z 160 % Holes
HRUY A M10x 1.5 E
Internal Thread Size 140 S
RUITRE
Threading Length 22.5mm 7:]E 120
D I770- n
Coolant Air Blow £ 100
[<]
fER URTY =V I Y S (HSK63) 5
Machine Vertical Machining Center g 80 <
£ 2
2 [ L
60 IE §
40
20
0
AT-2 fth#t &
Competitor

VIHISRFE#ER (P.18 ~ P.22) ZBEICHIICEL -5 Y hMEEBRTE L,

Refer to the cutting condition tables (p.18 ~ p.22) to select a suitable coolant for machining.

pocid D



AT'2 7."]17_-“_9 Cutting Data

. 65H Rcw*ﬁﬁu*zz:%iwmalﬁ Remarkable durability in 65 HRC work material

RIS AT-2
Tool »4%X10P0.8 7JI]I7Q¥51 Number of Holes
A SKH#B= (65HRC) 0 10 20 30 40 50
Work Material Equivalent to SKH | ! ! 1 | |
lc;JJﬁIJJEE 45m/min (3,581min™)
utting Speed -~
= AT-2 441
;ib’ig 29mm/min (0.01Tmm/t) Holes
eed
HRUYAX
Internal Thread Size M5x0.8
RQUITRY
Threading Length 8mm(2D)
SRl I770-—
Coolant Air Brow
et BRIy dtwrvsy
Machine Horizontal Machining Center

. %m 7_- _’ \013 UUJ 60 H RC EE’EE bthuImﬁE Stable processing is made possible even in tapered pipe threads of 60 HRC

EATE AT-2 100 .
Tool $5.76X16.8 Rc28 2%
)
Work Material SKD11(60HRC)
Al . o 8
Cutting Speed 45m/min (2,512min™) ﬁé}
EDERE . ha §
o 39mm/min(0.01Tmm/t) 7JIl] S 587
7w 60— Holes
HRLYAX N
Internal Thread Size Rc1/8-28 gf
RUITRS 2
Threading Length 6.2mm ?,
£ 40|
YRl I7J0- E .
Coolant Air Blow " ks
(=R MY Y=V S (BT40) IE£ 4
Machine Vertical Machining Center (V]
0
0
AT-2 fttt R
Competitor
— o \Y
. —ﬂgﬁmwng _’ \n D”HI Processing of tapered pipe threads in general steel
EFATE AT-2 300 _
Tool ®»5.76X16.8 Rc28 smﬁ%ﬁi{g
)
Work Material STAVAX(50HRC) | NAK80(40HRC) S45C
. 250
tIHIERE . . 4
Cutting Speed 45m/min(2,512min™")
EDER 39mm/min(0.01Tmm/t)
Feed 1 200 I —
HRUYAX I
Internal Thread Size Rc1/8-28 QI
RQUITRE D) I I
Threading Length 6.2mm 2 %0 zﬁg?
s o
B I770- 3 L
Coolant Air Blow é
(R TRV =V tEYH (BT40) 10 §
Machine Vertical Machining Center S;ﬁl‘i’ERﬁnﬁi{g
50 |—— EE— — |
70751
Holes
0
STAVAX : 50HRC NAK80 : 40HRC S45C

8



PIHIEBRETE A IC DV TIEP.29ZCE T &L,

Please refer to p. 29 for evaluation method of cutting test.

. STAVAX(SOH RC E‘lj&) Tt}fgnkma'ﬁ Excellent durability even in STAVAX (around 50 HRC)

@ERTE AT2 150

Tool ¢7.5X20P1.5 3107%
1t STAVAX(53HRC) | SKD61(50HRC) —
Work Material 300

SIHERE : A c

Cutting Speed 55m/min(2,331min™) 250 e

ED SRR : I E

=32 89mm/min(0.038mm/t) & 200 S
HRLTAX 3

Internal Thread Size M10x1.5 }2 150

RUITRE 3

Threading Length 18mm 5 100

BIHHE IrrJo— s

Coolant Air Blow % g }
{EFIRE By =5t (BT40) >0 S
Machine Horizontal Machining Center

STAVAX:53HRC ~ SKD61:50HRC

. i ﬂgm T E’ EE br:”uI “‘EI‘H‘E Stable performance even in general steels

fERATE AT-2 1000

Tool $3.1X8P0.7 87871
WA 200

Work Material 55400 $50C 800

BIHEE 45m/min 85m/min

Cutting Speed (4,621min™) (8,728min™) a0 700

EDIERE 46mm/min 86mm/min % 600

Feed (0.011mm/t) (0.011mm/t) 2

HRLUYA X 2 500

Internal Thread Size M4x0.7 % 400

RLITRS £

Threading Length 7mm(2D) § 300

BIRHA] AR ML E A

Coolant Water-Soluble 200

fEFAt MRV IEVS 100

Machine Vertical Machining Center

0

PIOKF STV ZMA e MI A AIgERR s, 718 SS400 S50C

DR U ZEE U WSEICEM. T ITEENDAEE.
With the ability to minimize cutting chip troubles, the AT-2 is an effective
solution for avoiding the risk of tool breakage. Processing consolidation
is also made possible.

©
-
©
a
(=]
=
=
£
=]
v

7
[
H
=

AT-2 R-SPEC Il —% cusingoe
. F U,bg “J 7( D RT) t mﬂ'ﬁﬁ*ﬁgthﬁﬁ“ Comparison of hole position accuracy with drill tap (DRT)
0 0.05 0.1 0.15 (mm) FRENTOMI(IBEX L MERIC!

Useful for preventing shifting of cutting position in cast hole!

BHEHEHRENEGESTEMUE
RENSIREDRBMLL D
| BIETXLPIL -

Rough position settings and inclined nature

of cast holes can cause position shifting in
‘ following processes...

AT-2 R-SPEC 17%8 1sthole
1
AT-2R-SPEC RUIGNCRIIINY < 2% *“‘E "—imﬁ“

trolled!
ount of deviation is SIgmﬁcanﬂy con
Am

M8X1.25 ;FEE18mm ACH M8X1.25 Depthnf%mm AC material .
o ~ =5, = Cutting test by shifting the axial center o

'If/\¢4.3dtb_§mlu0.7mm‘9“'bL:TL?J[II?ﬁ:Eﬁ ©4.3 pllot hole by 0.7 mm

RUJL& v 1 Vc=100m/min,f=1.25mm/rev  Drill tap : Ve=100m/min,f=1.25mm/rev

AT-2 R-SPEC : Vc=220m/min,f=1.2mm/rev AT-2R-SPEC  :Vc=220m/min,f=1.2mm/rev

IHIREHER (P.18 ~ P.23) ZSEICIIICEL Y -3 Y PEBEETE ),

Refer to the cutting condition tables (p.18 ~ p.23) to select a suitable coolant for machining.

pocid 2)
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3 Supportive Tools for Your Thread Milling Needs

3DDY—ILT

EXHY D B3 iE 0D Hll iRk
AN T 6% O HI R
TESmDZEEIL
ZRIBULET,

Reduce setup, machining time, and achieve
stable tool life with 3 supportive tools.

ALYy RZIVA NCOOISL
EWEY—-I fERY I+

DCT ThreadPro

Diameter Correction Tool for Thread Milling NC Code
Thread Mill Generator Software

TEFEMIEE
(BE(E)
RPRG

Reference Value of Tool Radius Offset

RPRG ;& A CIER &R

Use RPRG to reduce the workload

RPRG&IF. ALY RENNIICHEF TEXEF Ty MEOSEEI T

RPRG is the reference value of tool radius offset

+0.150
Bl) -TENMRG7.7. EvFI1. R/IVINITEMI0 (Y—/UNo.:8331005)
o SHRUHYAZ  MI0X]
-BMERHFBE ' 0~+0.118 (1ISO-5H). 0 ~ +0.150 (ISO-6H)
Example
% = « Tool diameter: ¢7.7; Pitch: 1; Minimum cutting bore diameter: M10 (EDP No.:8331005)
- of « Internal thread size: M10 X 1
n3 KE « Tolerance for pitch diameter: 0 to +0.118 (ISO-5H), 0 to +0.150 (ISO-6H)
o ¢ . ®
IRkE
D c c
gs||®°
2 5
RPRGD#EZ AN UTIHE (ASIME : 3.806)  Entered value of RPRG: 3.806
BHE 0
Pitch Dia.
YVYVYIIYY
TR¥E i ' — G=3.806 |
Radius
| |
1 1
1 1
1 1
- -= TE¥RZEANUCIBE(ASIE: 3.85) Entered value of Radius: 3.85
5=
EBFIHE Notes
1. RPRGIZBZEETT . EIMNTICBWVTIE. IITEBEBICKDEDDET 1. RPRG are reference values. Optimal values for actual cutting depend on
! = = N ° N ° the machining environment. Determine optimal values after trial cutting.
AUMTIOERETEL, 2. RPRG values are optimally established to achieve ISO:5H (formerly

2. X=KMURQUAIKISO : 5H (IB1#R) « =7 7 ABIFANSI : 3BDH1AUIEE Grade 1) internal thread limits for metric threads and ANSI:3B internal

[CRBEHEZRELTNET,

thread limits for unified threads.
3. For diameters of thread mills, RPRG values are calculated based on the

3. ALY REILDIERICH L. [RIVMITR (TERICHULT. MITESR minimum cutting bore diameter (the minimum cutting internal thread
/J \DH1 LJU"{ 7\” %Eﬁ[:%tﬂ ch{EZ?o F%IJ\B[]IEJ L){ﬂo)ﬂ"f 7\;‘\___ size of the tool diameter). To cut other diameters, it is necessary to use a

MIYBHEF. RPRGKDINEVHIEDHNELTE

smaller value than RPRG.

b¥d,

8



NCZoO45S LY 7RI ThreadProl

NC code generater software of Thread Mills 2w RZ0O

ESICEFICEST=Web ki ThreadProhitUU—ZX ULFEULT:!

A more convenient Web version of ThreadPro is now available!

NCTOISLIERY 7 b
[ThreadPro (AL w R70O)] #EZXIX.
EREZEIT. BRICMI OIS L%E
ERL T D EDTEET,.
NV AVDEVIAHHTETE. AN—FT 1Y

IOF=: el

) = B :
"597 Lw I\PCb\b*IJFHEJEb-C?o ¥ AT-2[EWeb ik ThreadPro
Generate codes for complex machining couldn't be easier. Create TOHEATTEET T,
machining programs at ease with OSG's revamped NC code generator ¥ AT-2 is supported by Web version
software ThreadPro. ThreadPro can be accessed via smartphones and only

PC tablets even when you are on the road without a computer.

‘L’“Dﬂ‘y hjn 75L\5F§¥§31’Eﬂﬁg Easy to create zero cut programs

A EICYHIADENFHETRETI .

50% 100% FIe UHAHBIC100%EANT DT ET,

— TOAvhOTOISLBBEREICERT DT
ENTEXT
MIRBICEDETIVFITIVIER D
B[ET Y,
Cutting amount can be adjusted for each path. By setting the
cutting amount to 100%, a zero cut program can be made

easily.
Flexible setting to accommodate various cutting environment.

%’*‘%l\ozg‘fj Selectable path mode

BERERICEVILFED. MEERIICEYY
JIVEDERRICHDETERTETT,
WRIEVILFEDTIH, MNITKEZDLITT
PmBZERUCVEUWIITEE DRI,
BOYVIIEDZESH LTS L,

Select “stairs” when focusing on efficiency, or “continuous”
when focusing on quality. “Stairs” is recommended, but for
applications involving difficult-to-machine materials with
emphasis on quality over efficiency, please select “continuous.”
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https://www.osg.co.jp/media_dl/thread_pro/index.html?utm_source=qrcode&utm_medium=n_141&utm_campaign=thread_pro

R% lJTC.U.'-I-:_ h‘y_}b (EﬁE‘y_)II DCT75) Total Solutions for Your Thread Milling Needs

HRUOBEMEEZEIET S [DCT75]

Quantify values of the internal thread pitch diameter with DCT75

fd 52 &

Evaluation

V] FEHIEEIZHZ | P36))

Diameter correction is frequently required

V] RFIEDEE L LY 'P.36-P.40 )

Diameter correction is difficult

VEmIMICIESmZEE LWL ED

Want to extend tool life with uninterrupted machining

VI HRUDBHERSTIVZEIELLIELY D)
(A Fig, BUBEICRLS—JOUT)

Want to eliminate troubles related to internal thread pitch diameter
(Gauge-out failure after plating and heat treatment)

D

ZAh 1DLl EHBHIHSE. DCT75%ZFEL)
HRUBNRZHE(LTHETHEHR!

If one or more item applies, your problem(s) can be solved by using the DCT75 to quantify
values of the internal pitch diameter!




(SIS ESERE 7 IE B R & K IRl
Time reduction Significantly reduce time required for correction

ADYRZIVINTICEVWTDCT75Z EVSH R UBEMEERZ1T3CE T REIDEZ XIBICIER T ST ENTRETY .

By employing DCT75 to quantify values of the internal thread pitch diameter, significant setup time reduction can be made in thread milling applications.

(A A=) Image

Total 130 %

1%5'% (RUHT—IDFHER) Conventional method (using only thread gauge) Total 130 min.

First time 1 Step 2 Step 3 Step 4 Step 5 Step check
104 s - @wEE 1/5

| 104 min. reduction & 1/5 of the steps required for diameter correction

HRUEHE

Pass internal thread check

DCT75 Tt 20%

First time 1 Step

INTEFRE165 + EXEXDEFRE 105

Cutting Time: 16min. Setup time: 10 min.

------------------------------------ Max
(GP)[E. ®RUICELAST. ENKSVERE
" 75% EZTNERLDDOMDFEA. ZDIco. 1B
n: N ATOHRREED MTEHRUAMNERAE
~ g a] V42 D) IR o = VY
so%..—_y | G5 — EEENMEDEL. BRDBREID DT,
RLS—vaEts
S K3 =h € =
SEB®IE nbb—_Je% ;-jJ = Pitch diameter check / LEE@JO—'E DCT75Em S
Sth correction Pass thread gauge check < ’% £ pass thread gauge check oy . -~ I 8
wasmaon || HRUBNEN YT ADEATH, DCT75 [
3 D) . N . 2
4@§ﬁﬂ£ P can hrough ight [ l;\ ﬁ;‘w?&;ﬂuib\ﬁjﬁgt\‘jo %o)rcw\&)nb 'LE
4th correction  GP can pass t ougr _bu_tig_t_____ 2 S I 0% - . , [ I 5
EamE ?E?t’a:’lb\ﬁﬂﬁ'%c.tU(;EtDUé?ﬁIED‘EJHn G
SEEME GPEPTIEXD S Basic pitch diameter t\\ g’ N 3
3rd correction GP stops halfway ° b
JEBRE GPASELY 1
2nd correction GP not pass - . . X . .
. BiRESR When machining the internal thread for the first time, the pitch
1EERE GPA5REL REIERE diameter of internal thread tends to be minus (fail).
Tst correction GPnotpass 9 Pitch diameter check / *)J @
determine diameter First time Conventional method (using only thread gauge)
GPASRELY correction amount When the internal thread pitch diameter is minus, the thread
A GP not pass gauge (GP) cannot be entered into the thread, thus unable to
First time
determine the required diameter correction amount. Operators

fiE R

Conventional Method

NHTHRUZIMT UK. SRUBMERIE
NAFTR(RGHE) DEEGHZENTT,

fER (RUS—YDHER)
HRUBANEHVIFRADBE QLS —Y

must guess the amount and repeat the machining and
measurement of internal thread pitch diameter for several times,

BIECh T B fEICh o bi—E resulting in long setup time.
Correction time Correction time
265%X5=130% 2645 With the use of DCT75
26min X 5 =130min. 26min. Even when the internal thread pitch diameter is minus, the pitch

diameter can be measured with readable values with the DCT75.
Proper diameter correction value can eliminate the risk of hole
expansion and provide the operator peace of mind.




R% lJTC.U-'-I{_ ‘J_}b( ?ﬁE‘J_}b DCT75) Total Solutions for Your Thread Milling Needs

Extend and stabilize tool life

ZEML TESFG7YI -TEERDORE

EFMTICKDITENERLTVKE MITNZDRURBRLICNELEDERT . ZORHIMITIAD%ZE. HRUEME
D75% (HRE) hSRY—FFTBHIET, MINHZEEPTEDFRTI
‘RUT—IGPDIROLNRERET75%ZHIEERBTITH., DCT75%ZEZ I, HETHBERICT5%ZEIENATEE
TY, BO.@AUUENSAT—FFAHIETIESFMORELXT,

- The cutting tool is worn away during uninterrupted machining, which makes the internal thread become smaller gradually. Therefore, by starting from 75% of the internal
thread pitch diameter (recommended value), the number of threaded holes can be increased.

+ Although it is difficult to target the 75% value by guessing with the thread gauge GP, the DCT75 makes it easy for anyone to target the 75% value. By starting at the same
position every time, greater tool life and machining stability can be achieved.

M10 X 1.25
HRUEMERFEE 1 0~+0.160
Tolerance of internal thread pitch diameter

#40%H SHI TR TE:AT-1

Machining start from about 40% Tool

0.16
0.14
0.12

0.1
0.08
0.04
0.02

0

60077 Hotes
GP-OUT

Pitch dia. i % 2t

700 800 900 1,000 1,100 1,200 1,300 1,400 1,500 1,600 1,700 1,800 1,900 2,000 2,100 2,200 2,300 2,400 2,500

IB8%ES 4 & 4 times the tool life

0.16
0.14
01
0.08
0.06
0.04
0.02

2,30077 oles

Pitch dia. i % 2t

1 100 200 300 400 500 600 700 800 900 1,000 1,100 1,200 1,300 1,400 1,500 1,600 1,700 1,800 1,900 2,000 2,100 2,200

HIIZ7TEL Number of Holes

BaR75%DIEIE. v/ I8RCHIEILTULET (X—NL:6H. JIS2, 1=T7 : 2B-3BDIHS)

The value of 75% of pitch diameter is engraved on the shank (Metric: 6H, Unified: 2B & 3B, in case of JIS2)

M10 X 1.25
6H HRUBEMEFFEE 10 ~+0.160
Tolerance of H6 internal thread pitch diameter

— 0.160 X 0.75=0.120
JIS2 RUBMEFFEE 1 0~+0.130

Tolerance of JIS2 internal thread pitch diameter

—0.160 X 0.75 =0.098

‘:."_‘-*_.':‘..*,' LT _...__._..__, o

8



Rkl A DCT75&RUT—IDEWN

[ONERITYAZINE RGNl e EINSEM Difference between DCT75 and thread gauge

RUT—JF ERDOAEBHOZHET HAEETIH.DCT751F.
HRUDEWRZHEELTHSTENTIEETT .

‘DCT75(F TINO—F 4V IMETMAEICENFTT . TSI,
d—FT4VIREICKD. EFRRZERTFIVvINOEETT .

- A thread gauge is a measurement tool used to judge pass or fail, whereas the DCT75 enables
quick and simple measurement with readable values. @ﬁﬂ,ﬁﬁ

- The DCT75 is coated with TIN coating for excellent durability. In addition, the amount of wear can

be visually checked by the condition of the coating. Abrasion condition

BUY =V e

SRIMTESBH ZHE BNRERBEELLTHS TN TEE
Judgement of pass or fail (DCT 75 3$§ o)%.l.%{ﬁ)

Possible to obtain the pitch diameter as a numerical value
(DCT75 original calculation value)

max 0.160 MaX ---- p—- -~ 0.160
+0.110—
+0.046—
min 0 BEFHE min ---- CCESESEeN . 0 BEEFMEZ
Basic pitch diameter Basic pitch diameter
—0.068—

19319 Uﬁ&ﬂ]ﬁ@”éﬂ:%%%% ICEEIE Easy to determine changes in the internal thread pitch diameter
XyFPRNBCIDENEDEILT DIcsd. AyvF. BLIBLICED S —IDNESBEVEVNSHBEDEEET

DCT75 CXyFRIEXYFERDE—HRUDOTEMNRZATL. BWRE(LEZRDILET. RELFYYTHRENEIRTERT . = =
Since the size of the pitch diameter can change after plating and heat treatment, there is a problem where the thread gauge is unable to pass through the thread after plating and heat treatment. I S
Optimum tap accuracy can be selected by measuring the pitch diameter at hole entry of the same internal thread before and after plating and obtaining the variation of pitch diameter. 2 ';\
s
| <]
DCT75*Em Not using DCT75 DCT75 t“;ﬁ“i% After measurement with DCT75 o §

~
(v}

F—=NU A XEhbH5EN F—NBAXEDNDMD e

Oversize quantity is unknown Oversize quantity is known

max ---------m-oomoomnooooen 0.118 —_J\ &) maX -ovocoosawawy 0.118
F—NY 1A XEN et 0106

bh3EIVITEEIC 2R pliing
[ AVRSY- 3 )

Knowing the oversize quantity
........... helps to select tap

B2| ixoxm] 0086 »3
i f RIFE | 0.057
After plating ||
0.038
min ------ l o | ----- 0 BEAME M -esreenrmmmseeeenmeseeees 0 BEEMWE
Basic pitch diameter Basic pitch diameter

(M6X1—5HBFD A X—3J) (Example for M6 X 1-5H)

posid 58]
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2 D a)E L‘ H 2 Measurement Methods

%@@ mxi l': &%%%iﬁui @ Simple measurement by notch

PIREGF. BHEOmMIn,/maxDUBEZRLTCVE T, IREHDRUAHED S, BRICLDEHNROEZAED

A[EET 9,

FIREDmMin/maxDEIF. [X—KLRU:6H " 1=T7400:2B/R-PTRQU 1 JISB02031F#] ODHRUIEE
EREICRITTVED, 1E|b\ DCT75(3: HEZRIANDEH. FBENELDIHRUICHERTE T,

+ The notch refers to the min/max position of the pitch diameter. Based on the screw amount of the notch, simple measurement of the pitch diameter by visual judgement is

possible.

- The notch min / max position is based on the internal thread accuracy of [Metric screw: 6H / Unified screw: 2B / R- PT screw: JIS B0203 standard]. However, since the DCT75 is a

measurement tool with readable values, it can be used for internal threads with different accuracy.

FEESN FEEATE FHEEALE

Out of tolerance Within lower tolerance Within upper tolerance

-H'-‘—

LT_ 5 :

max

X—=hFILRL

Metric thread

AZT774R0 R-PTRU
Unified thread ~ R-PT thread

(UL

Lar
$

\. ..

p

p
\
\
i
\

—50%

T A

100% : I E I
;% el Be

%m@ 17_'b|: *%ﬁ'ﬁiﬂ“i @ Numerical measurement by scale

AT=)ETY vV IHEDES (H) ZEAIL. ZOENSENERZHEITDLET AMERAEZRODIENTFETT,

FEX(E. RUTA XCKOTEBEDET,

Obtain the actual value of the pitch diameter by measuring the height (H) up to the end of the shank using a scale and calculate the pitch diameter from the value.

The formula may differ depending on thread size.

#l:29mm
Example : 29 mm

— P4
OxENE
Pitch diameter at hole entry

=(30—-H—-C)+25

FEXF. RUY A XCLOTREDET,

SIZE (H) Measured height

=4 ", - -
m QRI—RHSIMERZTHER TS Lo
The formula may differ depending on thread
size. Please scan the QR code to confirm the
formula.
BEFMER0)
Basic pitch diameter

REKR:M

BfiI:mm Unit:mm

W—JLNo. IR o () | AR | ERDES(O)
EDP No. Thread size Measured | Pitch diameter | Chamfer depth
height at hole entry
26 | +0.15
9342019 | M6 X1 ;g +g'(1);
9342020 | M8 X125 3 10'03 025
9342021 | M8 X1 T o0
31 ~0.05
9342022 | M10 X 1.5 25 | +0.18
9342023 | M10 X 1.25 ;s +g':g
9342024 | M10 X1 - 10'06 05
4 14%15 o 002
9342027 | M16 X 1.5 3 0,06



https://www.osg.co.jp/products/others/spec/dct.html?utm_source=qrcode&utm_medium=n_141&utm_campaign=dct

;ya'bﬁiﬁ“ E’Eﬁg (Z' 795 y%i) Digital measurement is also possible (optional accessory)

DCT75ZHRUICRLIAARE. TIFIVRREZDCT/5ICHUATAREII CTHERBRZET IYFILRTUE T,
STEFERE. BEFYRECHITSEZ0.001mm B TRRLET,

Place the digital indicator over the DCT75 for the calculation result to be displayed digitally.
The calculated value relative to the basic pitch diameter is displayed in 0.001 mm increment.

O - Zi @E¥E-HOLD#: &k @7 2= ¥ E #BE
Simple - peace of mind Rotate - hold function Tolerance judgment function

BHREL—BER EOEERADTE REER)ZREING
Clear indication of pitch diameter |2 R DRIFH AT TY BHEQEBLALTT
Can be used in a horizontal position Ability to manage the pitch diameter
and maintain the judgment result by setting the tolerance (optional)

_ sk U-WAVE& [ HAT—5Z DA P U RBE TPCICERAD Z &N
® Uu-w\/es\ulpEoEdﬁj e TEBHMCTI(ZYHFIRU-WAVEDTEADHETT)

U-WAVE is a product that can capture output data to a PC via wireless communication.
(Purchase of Mitsutoyo U-WAVE required).

?y“g’bﬁa_:ﬁa)ﬁb‘ﬁ How to use Digital Indicator

@ *ﬂﬁﬂ ESE Initial setup g;;;ﬁ%@éigi?;ﬁgfﬁg;ﬁg‘ @ DCT75 E wn U I:ﬁl Insert DCT75 into the internal thread.

[0.000] [CLZE TS

Place the digital indicator over the height master,

press the center blue button to reset the digital
display value to [0.000]. !
DCT75 =
>3 o & N . — of—
%/_ﬁggl' B > RUBHF—/UCHSTBOET
e il DT, ETHTILEEDET,
indicator The DCT75 thread is tapered and will make
2 the insertion stop at a certain point.
. - A
Nk = =
725 |8
Height Master DHBEOTOEY MEETT. N
BOTSURESOEL A L g
This operation initializes the digital indicator, setting the =
display value to zero. The operation does not need to be I g_
performed each time the indicator is used. o O
<~ 3
13 ()
=13 —sy — o 5, % = =
@ Ehl-;ﬁu Measurement T{@)bfﬂ'\%ﬁ%DCTZSQJT’JQiiﬁ @ éﬁmgwﬁﬂ Confirm the amount of diameter correction
NSHEULATEY. AR (FHEE)DRT
ETNET
< ° TN Hhi Mt PG
Place the digital indicator over the DCT75. +0.200 iﬁ‘lk@ﬁ*m§b\ﬁb\éLtt‘ .
The current effective diameter (calculated value) RICHELRBEEZMNDEN
will be digitally displayed. TEET,
&) ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, By knowing the current effective diameter
+0.150 value, the appropriate diameter correction
1@ (75%) amount can be determined.
v E
3 NG
£ Ns | +0.150-(-0.052)=0.202
= N 75% RE BWEEER)
= o’ Target Current Diameter correction
& + £ amount
c @
= £
g

BEAEBWRICH T DIE
Value relative to the
basic pitch diameter 0

(BEHHE)  -0.052(87F)
Basic pitch diameter Current




DCT75 ”uI*EEﬁ Q&A FAQ about DCT75

Q. RUITHZEVNWIT—ITHDCTISHEZTITH ?

Can | use the DCT75 for workpiece with a shallow tapping length?

HRUNEDRTHIEDNTHERTEXRTH. F}
HRUHIEDTDIBSE. DCT75ORUELD 1 gt3§9%$
B, DPRULENEVWCEENRTFTHEIRATEL, s % or oind holes

THLGTH| —
The DCT75 is applicable for both through holes and blind = & 0 TH LGTH < 2
holes. However, in the case of blind holes, please make sure

that the internal thread length is longer than the thread
length of the DCT75.

Q OFICKEFHEMDO DGO ET, TIFIVRTRBCEHAITETTH?

A large chamfer is present at the hole entry. Can it be measured with the digital indicator?

—BHEERDICERATERLSEEFILTEOE ey
| A [y SEEER
ﬂm#%ht#<%£jé%ﬁﬁ@biao§%ﬁ Er1smmEEA (C075)
BENF FHHREICTERAID AT, WlderthanthreaddlameterﬂSmm
Cdﬁﬂﬁﬂbﬁ*)&gﬁwot BEVADET ‘————W

TV(CHEDDCT75DHERBRICRKELET)

=

Thread diameter
Although it can be used for general chamfers, if it is very large or if
there is counterbore, the result may be affected greatly. In this case,
the formulas should be changed or it should be measured with a
special tool.
Please check the chamfer depth (C) and consult with us (The
dimension of C has an impact on the DCT75 judgment result).

e

|
!
|
!
|
!
T

4%k 3 25 mER B

Example on special tool

SHRUOTELEE

Hole entry surface of internal thread

=

HSRUOTICESDHH B
FTYFIRTEZOTICHRLE
TTEEWV
HEICKELFEENELD)
The digital Indicator cannot be pressed
against the hole entry because there is a
counterbore at the entry of the internal

thread.
(may cause inaccuracy in judgment)

T B )
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! Height Master (Special tool)

EE£m B m
Standard tool Special tool

»

Due to the thin-walled internal thread,
the digital Indicator cannot be pressed
against the hole entry.
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| g | Hole entry surface of internal thread
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Height Master (Special tool)




Q.DCT75(F. YR UDEBHEICEZAETIH ?

Can the DCT75 be used for pass / fail judgment of internal threads?

A HRUDEGEHEICIKERATETEA. DCT75FAL Y RIIVARMIEY—ILTT, HRUDEEHEICIE
il QU —IEEATEL.

No, it cannot be used for pass / fail judgment of internal threads. The DCT75 is a diameter correction tool for thread mills. Please use a thread gauge
for the pass / fail judgment of internal threads.

Q ¥IEHERDISHEME ?

How reliable is the judgment result?

“ +0.02mmBAZEELTCVEFT GHEX. \ M MNRRAFICK>THERRZ LT EBDHIEHARETT) .
REMECEELCLR. BHIBE(CHUT—EDHEZRTDHIETT, DCT75TIFEDEULDHEH£0.005mm
HATHRETT (DRUDMEPLKRRZICKOTCIFNSYFHRELLEDEENHBDET).
It is assumed within £0.02 mm (it is possible to raise and lower the judgment result by the calculation formula and height master).

The important thing in diameter correction is to obtain a constant numerical value for a certain standard. Repeated judgment is possible within
=+ 0.005 mm with the DCT75 (variations may increase depending on the material and condition of the internal thread).

QAXEYAXARHDIIH ?

Do you have a tool for large thread diameter?

A M24#E R UTEZDAEY A X N\ R ERROBHRBTHIGLTEDE T,
il SHEEFITBELEDHDE TS,

Yes, we offer special tools with handle for M24, U1 or larger. Please contact your sales representative for details.

% mEol o
Example on special tool | ¥ERATENREDET,

Usage is different.

19 U*ﬁ#ﬁglgo)_l%—a E;:E\IJ D % II:H m%ﬁ@wu Sample conversion table

1a UKwER BEFMEC
AlERSE (H) X9 38

Measure and calculate the height from the end surface of thread

Measured height from end Value relative to the basic
surface of thread (H) pitch diameter
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Omm +0.253 i
#17mm
r[-:lprox. 17mm Tmm +0.233
2mm +0.213
i )
3 17mm -0.088
: 18mm -0.108
i

‘ e -0.128
F—I\ 1/50 -
\_Taper ARNICHRERZEELETT

The conversion table is indicated on the
specification drawing



Z I/ ‘y FE)Lm?%*ﬁIE‘y_} IJ Diameter Correction Tool for Thread Mill

DCT75

THLGTH

—

| _.1I| S .. & IDCON
i | (N keennnnn e
13[30?535 ‘M-MJ Bfii:mm Unit:mm
Y—JUNo. R_RUE LEDTEONERURES (mm) | J\> RILRE F—I\ HE/\A FIYRY = RS
EDP No. dS THLGTH Measurable Depth (mm) in Blind Hole DCON Taper Height Master Recommended | Stock (Yen)
9342019 M6 X 1 6.2 6.2~ @10 a5 37,400
9342020 M8 X 1.25 7.3 7.3~ ®10 Va5 38,200
9342021 M8 X 1 6.2 6.2~ ®10 Yas 37,200
9342022 M10 X 1.5 8.3 8.3~ @10 Va5 @ 38,800
9342023 M10 X 1.25 7.3 7.3~ ®»10 Va5 @ D 37,200
9342024 M10 X 1 6.2 6.2~ ®10 Va5 @ 38,800
9342025 M12 X 1.75 9.7 9.7~ @12 Yas @ 39,600
9342026 M14 X 1.5 8.7 &L=~ 14 Va5 @ 41,400
9342027 M16 X 1.5 8.7 8.7~ ®16 125 @ 42,400

1. 6HABE DRI AT REIF I REREL CHDE I DT, 4H,5H IS T JISTICH
COFRFEATEETY,

2. HRUHIEXDRDEBER. DCT750RURED D, YPRUERHEVTE
ZTHRTEL.

3. HRUICFVE+1.5mm(C075) I DEED - B DO HHDBEF. /\ 1A YRS
DEEDNDEICHEDRT. EEANSHNEGDETEL.

RUDIEFE : U UNJ

D=1Z#£7FEEfm D=Standard stock item

1. Since it is made to measure class 6H, it can also be used as is for 4H, 5H, JIS |
and JISII.

2.If the internal thread is a blind hole, please confirm that the internal thread
length is longer than the screw length of the DCT75.

3.The selection of the Height Master is required if the nominal diameter of the
internal thread has a chamfer or counterbore over 1.5mm. Please consult with
your local sales representative.

BfiI:mm Unit:mm

—J)UNo. FU RUE LEDREOHERUES (mm) | J\ RJLE T—I\ HE/I\A YRS == TRAE(AE
EDP No. Thread Size THLGTH Measurable Depth (mm) in Blind Hole DCON Taper Height Master Recommended | Stock (Yen)
9342028 Va - 20 UNC 7 7~ ®10 Yas 36,400
9342029 Va - 28 UNF 5 5= @10 Yas 36,400
9342030 %16 - 18 UNC 7.8 7~ ®10 Vas 36,600
9342031 %he - 24 UNF 7 Vi ®10 155 37,200
9342032 %46 - 32 UNEF 5 5~ ®10 Yas 43,800
9342033 3% - 16 UNC 8.8 8.8~ @10 Yas @ D 37,200
9342034 38 - 24 UNF 7 7~ @10 Vas @ 38,800
9342035 716 - 14 UNC 10 10== ®12 a5 @ 38,800
9342036 746 - 20 UNF 7 7~ ®12 Yas @ 38,800
9342037 5 - 13 UNC 10.8 10.8~ ®13 Yas @ 39,000
9342038 12 - 20 UNF 7 7~ ®13 Vas @ 39,000

1. 2B REE DRI EATRE SRR EZ U CHDE I DT, 3BICHIDEXEMAAEET T,

2. HRUDIEXDRDEZE(F. DCT750RUREDH. DPRURNRVTEZTHEER TS,

3. HRUICHEUE+1.5mm(C075) MADEERD - EELOHGDIBEE. /\ A ~YRAID
BEEDMEICEDE T, BEXMNBRVEDETEL,

RUDERE : R(PT)

D=12%#E7E£EEH D=Standard stock item

1. Since it is made to measure class 2B, it can also be used as is for 3B.

2.If the internal thread is a blind hole, please confirm that the internal thread
length is longer than the screw length of the DCT75.

3.The selection of the Height Master is required if the nominal diameter of the
internal thread has a chamfer or counterbore over 1.5mm. Please consult with
your local sales representative.

BfiI:mm Unit:mm

—J)UNo. QUR I\ RIUER 2 AN #E)\A bYRS = TRAEH4%
EDP No. c THLGTH DCON Taper Height Master Recommended Stock (Yen)
9342039 R (PT) Vie 6.01 ®10 Yie ® 44,600
9342040 R (PT) % 6.01 @10 e ® D 46,400
9342041 R (PT) Va 9.02 14 Yie ® 46,400
9342042 R (PT) 34 9.36 $17 Yie ® 50,600

1. HRUDHEEIFREQU. PTRUE—CTIDT, EB5[CHEMATEETT

2. DCT75DRUER. 1D REFARIFPTHRUAT —/INT SIS —I =R U FIRRE
EFOTHEDOEI D FEMERERZEEDCT75F Y I FIVRBELEOTHDE T,

3. DRUICELOHDGDIEE. XIFRHHARDORU IS —I TEBHEZ LTV DIEE(F.
BEANBRLEDETE,

FHRBOMNIGARETY. SHEERFTHBRVEDETEL.

®

D=12%#7EER D=Standard stock item

1. Since the internal thread class is the same for R screw and PT screw, it can be used
for both.

2. Although the DCT75's screw and notch portions are shaped based on the PT
internal thread taper plug gauge, each part tolerance is based on the DCT75's
original specification.

3.In the case where there is a counterbore in the internal thread or if you need to
make a pass / fail judgment with a special thread gauge, please consult with your
local sales representative.

Special tool available. Please contact your sales representative for details.

8




. ?Dglbﬁﬁﬁ Digital Indicator

—)UNo. A X AY—=THE | RU=T7E | [wmT—/\ £ R4
EDP No. Applicable Size Sleeve Dia. Sleeve Hole Dia. | Applicable Taper | Stock (Yen)
M6 ~ M16
1
9342052 Ul ~ 1 ®»23.5 ®17.5 Yas D 108,200
9342053 R (PT) %ie ~ 3% ®»23.5 ®»17.5 Y16 108,200

D=1Z#7fEfMR D=Standard stockitem
1.HRUDFIRE, AU—THE, NEZETHERD L, HRL 1. After confirming the shape of the internal thread, the sleeve’s
OTICHULHTONDERN SRR TSV, (PA1BIR) outer diameter and the hole diameter, please confirm the
27VHIERIE. SYRIARTIRF v IAIIT— T & (E shape of the internal thread’s entrance where the sleeve is fitted
AULTHED. DCT75FRTOTSLZEY FUKIRREETH against.(refer to p.41)
"HLET. 2.The digital unit uses the Digimatic Indicator manufactured by
Mitutoyo, paired with programs exclusively made for the DCT75.

¥ DCT75RUIN\A MR RS ZhF 2y NTHBATEL, %Please be sure to purchase the DCT75 and the Height
Master as a set.

Z2U—T74R
Sleeve Hole Dia.

I

i 2U—THE
Sleeve Dia.
. AT ¢ I‘?Zg Height Master
EDP No. Size Stock (Yen)
. ® 9342043 28 13,860
® 9342044 28.25 13,860
® 9342045 28.5 13,860
@ 9342046 28.75 13,860
® 9342047 29 D 13,860
® 9342048 29.25 13,860
e @ 9342049 29.5 13,860
?16 9342050 29.75 13,860
® 9342051 30 13,860
D=12#7£ER D=Standard stock item — =
1.#8 : RF—)U 50 ~55HRC 1. Material : Steel 50 - 55 HRC I §
2. HEBEFEE 1 £0.015 2.Tolerance of H: £0.015 o
#DCT75MUT I IV RTEZMHT 2y NCTHA %Please be sure to purchase the DCT75 and the digital -IL g
TEL, display unit as a set. o §
~ A

b




Z IJ ‘y Fslbmii*ﬁm‘y_} b(X:E U 1#) Diameter Correction Tool for Thread Mill (with Scale)

Sleeve Dia.

6H mXE UN for 6H with scale

Y—JUNo. FU RUlR LED D ZER LIRS (mm) AY—THE 1R TRAEAA
EDP No. hread Size THLGTH Measurable Depth (mm) in Blind Hole Sleeve Dia. Stock (Yen)
9342000 M6 X 1 - 1.5D 9 9 ~ ®13 63,600
9342001 M8 X 1.25 - 1.5D 12 12 = ®13 64,800
9342002 M8 X 1 - 1.5D 12 12 ~ ®13 63,000
9342003 M10 X 1.5 - 1.2D 12 12 ~ @15 65,600
9342004 M10 X 1 - 1.2D 12 12 ~ @15 65,600
9342005 M12 X 1.75 - 1.2D 14.4 144 ~ ®17 67,400
9342006 M12 X 1.5 - 1.2D 14.4 14.4 ~ o117 66,200
9342007 M12 X 1.25 - 1.2D 14.4 14.4 ~ o117 67,400
9342008 M14 X 2 - 1.2D 16.8 16.8 ~ @19 D 70,800
9342009 M14 X 1.5 - 1.2D 16.8 16.8 ~ @19 70,000
9342010 M14 X 1 - 1.2D 16.8 16.8 ~ @19 75,800
9342011 M16 X 2 -1 D 16 e = @21 75,200
9342012 M16 X 15 -1 D 16 16 ~ ¢ 21 72,000
9342013 M18 X 25 -1 D 18 18 ~ ®23 80,600
9342014 M18 X 15 -1 D 18 18 ~ ®23 75,800
9342015 M20 X 25 -1 D 20 20 == ¢25 87,800
9342016 M20 X 15 -1 D 20 20 ~ ¢ 25 80,600
9342017 M24 X 3 -1 D 24 24 ~ ®29 102,200

1. FOR+HImMmBIDERDHG HHE. AU—THRUTDESDOHSHDIHE.
BFREIABICEDE T,

2. 5H. 2#k. 1#RDAAUICHEMARTEETT,

3. HRUHLEEDRDBEF. DCTORURELDE. HRUKRHIRVI EZTHER
TEL,

3B QXE Uﬁ for 3B with scale

D=12%#7£ES D=Standard stock item

1. Customization is required for chamfer exceeding thread size+1Tmm and
counterboring applications with a diameter less than the scale sleeve.

2. Accommodates 5H, 2 and 1 classes of fit.

3.Ifthe internal thread is a blind hole, please confirm that the internal thread
length is longer than the screw length of the DCT.

Y—J)UNo. 220 fRUlR
EDP No. Thread Size THLGTH

9342018 %6 - 24UNJF - 1.5D 11.9

LEDTEEDHER LIRS (mm) ZAU—THE 1R TRAEAHA
Measurable Depth (mm) in Blind Hole Sleeve Dia. Stock (Yen)
11.9 ~ ®13 D 89,000

1. FOR+HImMmBIDEROHNS HIHE. AU—THRUTDESDOHSHDIHEE.
FFmABICEDE T,

2. HRUDIEXDRDFEF. DCTORURED B, HRURNRVT EZTHER
TEL.

iﬁ“iﬁ;ﬁ Measuring Method

D=1Z#£7fEEf D=Standard stock item

1. Customization is required for chamfer exceeding thread size+Tmm and
counterboring applications with a diameter less than the scale sleeve.

2.If the internal thread is a blind hole, please confirm that the internal thread
length is longer than the screw length of the DCT.

FRHEY—ILERUAH. IEEFO>EBDRAV—-TJICHDSA VEBRTORTIDOE R ZEUEIL
TACEDTEF I (RVYRIWITERDBEORBIEICERT )

Get the value of the effective diameter at a glance by simply inserting the DCT into the thread and releasing the scale sleeve once it has reached the
deepest position (for the correction of value in step processing of thread milling).

@

HRLIC () -

Insert the DCT into the
thread. Turn the tool until it
has reached the deepest
position.

BREY—ILD =
LFBETHET o]
RLAD

81 UDIHEI(C
AU—T7ZEHT
ZAU—=TCDOVTWD
ML R CTEET D

Release the reading sleeve
so that it touches the top of
the thread. Fix the bolt by
screwing it tight.

BEEY—ILZE
HRUNSKRERD

Turn the tool in reverse to

remove it from the thread. B

_
B
n

XEUZEGD

Read the value on the scale.

8

MHAEERFERTY,

HRUDETHIEIFRAS —IZTEATE.

MEAREBICKOTEHREDBEATETEVEED

SEVFET,

*The reading value should be used as reference
only. To inspect the screw thread please use the
limit gauge.

* Depending on work environment this product
may not be applicable.
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19 lJ J 0) ‘— 1 ln ) I Introduction of Thread Gauges

H&0OJ1F
55

Scan for catalog

RUTS—JF. QUBRZRBEITIAUEIITETY, A—IRXI—TIF. 5
Jlsiﬁﬁ(:iﬁm brc%ﬁ&—j%l;w&)\ *i@f;&—j%ﬂybmitb\ije Scan for details
Fle.EFAPRORUF—IDERAMZEIRT DO DRIEBHITOCTULET,

Thread gauges are essential tools for inspecting threaded components. At OSG, we offer a wide range of gauges, including
those compliant with JIS standards. We also provide calibration services to ensure the reliability of thread gauges in use.

B 1L ORETEORED A EE RS — Y

Gauges for inspecting the inner diameter of internal threads

LG: ARITL—V TSI —Y TPG-P: ERT—I\RUBARRISIY—Y

Plain plug gauges for minor diameter Taper pipe thread plug gauge for minor diameter
R sisaso) PT aesus)

(Previous JIS)

BEERLEARICTZI—F VI —Y

Durable coated gauges engineered for long-lasting performance

TIN-LG: TINI—F 1V JRQURRFRI'—Y DLC-LG:DLCO—F s VI RUARAIS—Y

TiN coated thread limit gauge DLC coated thread limit gauge

- — g — o

WU — OB RERETE MRS —Y

Inspection gauges for assessing thread gauge wear

LCG-GW : @bl U Y I 5 —JR LCG-GPW : @bl LIS 55 —I A
EfRRIST EfRmu2y

Wear inspection plug for the GO side of thread ring gauges Wear inspection ring for the GO side of thread plug gauges

v  EFRRRUYIT—I(GPW)BJISICREENT
i e e ® WL~ Th. 0SGHREIREL T,
o ERICETABEBRZORVLLET,

*The wear check ring gauge (GPW) is not specified in JIS and
is set by OSG. Please give due consideration before use.

—kY—Jb
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*ﬁﬁﬁm’ﬁﬁ Inspection Results Z'—IZ‘"J‘—(D@U#— j&.:IE"j-_tZ 0OSG Gauge Calibration Services

7—9*§§§WEB‘JZ7_'L\ [E]¢aL[E] F-—IzY—RRUNINSREETRN—FILICHE—F
" LTLET.
- Ay TIRX—HIESTIEOEBNTZRL
WElEfEEn L. [RUT—Y ]
[TL—5—J ] OBEREZ=
EELTHEDEI,

2

poowoGgen ||

Ei5 (alanguage) ©HBZEEDFH (Japanese) O REEDH (English) O [J5 (Japanese and English)

A% Search) |

REMAR R . RIEAAE (BHD).
h—BDEUT(ERRE (B BREIT
HJEETY .

MI18P1S GRIT

1 ‘l‘ |2 0OSG offers optional “thread gauges” and “plain gauges” calibration services at a fee to provide our clients
J |' with a total tooling solution - from making the perfect thread to ensuring that proper tolerances are met.
: Inspection report (free), calibration certificate (surcharge), traceability certificate (surcharge) can also be
i issued.

-2No. (Gauge#)

[eeazi-1]

45— No. (Gauge#)

posid ®


https://www.osg.co.jp/products/gauge/index.html?utm_source=qrcode&utm_medium=n_141&utm_campaign=gauge
https://osg.icata.net/iportal/cv.do?c=47150000&pg=1&v=OSGDCS01&d=OSGD01
https://www.osg.co.jp/products/gauge/inspection/Gauge_Select.php?utm_source=qrcode&utm_medium=n_141&utm_campaign=Gauge_Select

shaping your dreams

Z:N #t
T442-8543 ZEHRE)IMAFIR=TB22%&1 TEL(0533)82-1111
Web: https://www.osg.co.jp/

International Headquarters

3-22 Honnogahara, Toyokawa, Aichi, 442-8543, JAPAN
TEL : +81-533-82-1118 FAX : +81-533-82-1136

RAXREZEI
T140-0002 HZRWE)IIXERRI4-12-6
RIY—P A R+ )Y T— 198 TEL(03)5715-2966

FRARERED

T550-0013 ABRAFABRMIFEXHTEI2-18-2
F—IRI—EVH—EIL 8F

7TV —2 3 VEER

TEL(06)6538-3880

T451-0051 ZEBHELZHEHAXAIEIHFEIZ-1-17
BIZrium B E 4/

(TEo&i#fMmESERIE - >: 1=5—vavdLriL

0120-41 5981

[55a5-957 ] 0533-82-1134 [55355-vavema hp-info@osg.co.jp

TEL(052)589—8320

il & TEL (022) 390-9701 = TEL (0566) 62-8286
& 1 TEL (024) 991-7485 REE TEL (052) 589-8320
RO TEL (029) 354-7017 Ik £ TEL (058) 259-6055
m E TEL (0270) 40-5855 R TEL (077) 553-2012
FHE TEL (028) 651-2720 X R TEL (06) 4308-3411
;om TEL (025) 288-3888 B A TEL (078) 927-8212
R R TEL (03) 5715-2966 & R TEL (076) 268-0830
B TEL (042) 704-9953 @ TEL (086) 241-0411
HOEh TEL (0266) 58-0152 L 5 TEL (082) 532-6808
£ H TEL (0268) 28-7381 M TEL (092) 504-1211
= TEL (054) 283-6651 e TEL (093) 922-8190
"om TEL (053) 461-1121 HE & TEL (096) 386-5120
£ TEL (0533) 82-1145

/N BECBENWNRE L DIT

« TEZEAT 263, BT 2RRNDIDT, HIFN/\— - (REIRS - REWNSEHEALTTEL,
NI RFTRSIENT FEL.

+ FID K FIFRFTHSIENTTEL,

* TEOYINBEDEL Eo e SERZEFIELTREL,

« BEE - RERBHNRELLS. BSICERZHRLELTREL.

* TEICEFZMRIFVNTTEL.

« MIFIICTEDTERRET> TR,

& Safe use of cutting tools

+ Use safety cover, safety glasses and safety shoes during operation.

+ Do not touch cutting edges with bare hands.

+ Do not touch cutting chips with bare hands. Chips will be hot after cutting.

« Stop cutting when the tool becomes dull.

« Stop cutting operation immediately if you hear any abnormal cutting sounds.

+ Do not modify tools.

« Please use appropriate tools for the operation. Check dimensions to ensure proper selection.

OSGRIEE

Copyright ©2025 OSG Corporation. All rights reserved.

« WRBICDOVTIR, EBICHR - MREIT>THDFIDT, FELLLEFAYOT BRI TIFEE
EEIRHEDHDET . Tool specifications are subject to change without notice.
« AEBHAB DFREREGH - ERZFEUF T,
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