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Allowing thread milling in hardened steel. Supports NC automation of threading.
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Good chip evacuation
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Finer chips minimize tearing and gouging. This is especially effective in preventing leaks from pipe screws.
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Conventional tap

Eliminate tapping worries 9 ‘J 7 mll‘ a E Z
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Worries about taps
Large numbers of tools
Difficulties of tapping
Effective thread

Tap causes tearing and
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Thread Mill

o 1 KT*%'?&”L{:D U 7J|]IfJ‘ —Iﬁ ' One tool - various types of thread milling
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Right hand, left-hand and fine thread milling can be performed by just changing the NC program.
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Easily Create NC Programs Online
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You can create NC programs on our website!

www.moldino.com/technical/nc-et/
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Epoch D Thread Mill
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and processes required... Simultaneous helical boring and threading.
hardened steel...
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is too short...
gouging on machined surface...
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Ideal for machining when pilot hole depth allows no margins
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Epoch Thread Mill Epoch D Thread Mill
(No incomplete thread) (1 incomplete thread)
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Unlike when using taps, synchronizing the rotation and feed rates is not necessary.
Since the load is small, these tools can be used even on machines having low-powered spindle.
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Left-hand cutting tool - Reverse spindle rotation should be used.




Epoch Thread Mill

Left-hand edge
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4 flutes No incomplete thread
ET- .m0 =P I, = | 11
_[ﬁjﬁ 1= l\ EE 'Il']r%egi.{tii%\. I:P‘lijcha: ng)ﬁdiji:a. Under neck length Over%\\leﬁngth Jé\;ﬁ%!% 77'1"3[[// E%Zgl\eﬁﬂﬁgg
llemlcecs Scs D1 TP DC LU OAL |DCONMS| 0ilnole | (HEEERZ i)

. ET-0.4-4-PN [] M2 0.4 1.4 4 50 6 . -
ET-0.45-4.4-PN O M2.2 0.45 16 4.4 50 6 2 -
2051 ET-0.45-5-PN 0 M2.5 045 | 18 5 50 6 - -
BTE ET-0.5-6-PN ® M3 0.5 2.4 6 50 6 - 10,120
D1x2fZ | ET-0.7-8-PN [ M4 0.7 3.1 8 50 6 - 10,330
For Metric threads |_ET-0.8-10-PN ® M5 0.8 3.8 10 50 6 2 10,650
2D type ET-1.0-12-PN ® M6 1 46 12 50 6 - 10,870
Under neck length: | ET-1,25-16-PN ® M8 1.25 6.2 16 70 10 - 16,960
ET-1.5-20-PN [ M10 1.5 75 20 70 10 - 17,630
ET-1.75-24-PN [ M12 1.75 9 24 80 10 2 18,860

ET-2-32-PN O M16 2 11.5 32 100 12 - -

ET-2.5-36-PN [ M18 25 14 36 135 16 0 -

ET-2.5-40-PN ] M20 25 15 40 135 16 0 -

. ET-0.4-5-PN [ M2 0.4 1.4 5 50 6 2 -
ET-0.45-5.5-PN 0 M2.2 0.45 | 1.6 55 | 50 6 | - -
EEL®W | eT.0.45.6.25-PN | [J M2.5 045 | 18 6.25 | 50 6 - =
BTE ET-0.5-7.5-PN ® M3 0.5 2.4 7.5 50 6 - 10,120
D1x2.54% | ET-0.7-10-PN ® M4 0.7 3.1 10 50 6 = 10,330
For Metric threads |_ET-0.8-12.5-PN ° M5 0.8 3.8 12.5 50 6 - 10,650
2.5D type ET-1.0-15-PN ® M6 1 4.6 15 50 6 - 10,870
Under neck length: | ET-1,25-20-PN ® M8 1.25 6.2 20 70 10 - 16,960
' ET-1.5-25-PN ® M10 15 75 25 70 10 = 17,630
ET-1.75-30-PN ® M12 1.75 9 30 80 10 - 18,860

ET-2-40-PN O] M16 2 11.5 40 100 12 - -

ET-2.5-45-PN O M18 25 14 45 135 16 0 -

ET-2.5-50-PN O M20 2.5 15 50 135 16 0 -
. ET-0.5-9-PN 0 M3 0.5 2.4 9 55 6 - 11,140
ET-0.7-12-PN ® M4 0.7 3.1 12 55 6 - 11,370
ET-0.8-15-PN ® M5 0.8 3.8 15 60 6 - 11,720
BTR ET-1.0-18-PN ® M6 1 4.6 18 60 6 = 11,960
D1X3{& | ET-1.25-24-PN ® M8 1.25 6.2 24 80 10 - 18,650
For Metric threads | ET-1.5-30-PN ® M10 1.5 75 30 80 10 - 19,390
Under neck length:|_ET-1.75-36-PN ® M12 1.75 9 36 95 10 - 20,740
3% Di ET-2-48-PN ® M16 2 11.5 48 120 12 - 25,290
. ET-0.5-10.5-PN 0 M3 0.5 2.4 10.5 55 6 - 11,140
ET-0.7-14-PN ® M4 0.7 3.1 14 55 6 - 11,370
: ET-0.8-17.5-PN ® M5 0.8 3.8 17.5 60 6 - 11,720
B R ET-1.0-21-PN ® M6 1 4.6 21 60 6 = 11,960
D1X3.5{& | €T-1.25-28-PN ® M8 1.25 6.2 28 80 10 - 18,650
For Wetric threads | ET-1.5-35-PN ® M10 1.5 7.5 35 80 10 - 19,390
Under neck length:|_ET-1.75-42-PN ® M12 1.75 9 4?2 95 10 - 20,740
3.5 x D1 ET-2-56-PN ® M16 2 11.5 56 120 12 - 25,290
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@ : Stocked items.

CIED : FEREBRIEERE C Y. BHERASBGE <1EEL,

XI,E\?%%@IE[:DL\KIXP7\ P.1 9&%%‘1bt<7—«:3b\o For information about tool diameter correction, refer to p7, P19.

[[] : Stocked by specified distributor. Contact with our sales department.
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Item code ?S:E% Tur%egii:ig. |:F’él?: Tﬁ%ﬁ. Under neck length Overallﬁth JS?;#(%;: I-?—\-i})llj i%é%%gﬁi%ﬁ

D1 TP DC LU OAL |DCONMS | oil hole (s}:ecmw uws‘nnﬁrsugﬁs‘ea‘véiawwpnce)
— | ET-U64-3.7-PN ] [No.1-64UNC | 1.854] 0.397 | 1.4 3.7 | 50 6 . -
ET-U56-4.4-PN [] [No.2-56UNC | 2.184| 0.454 | 1.65 4.4 | 50 6 - —
YRRV | £T_U48-5-PN ] [No.3-48UNC | 2.515| 0.529 | 1.9 5 50 6 | - -
BTFE | ET-U40-5.7-PN [] [No.4-40UNC | 2.845| 0.635 | 2.1 57 | 50 6 - =
D1X2{& | ET-U32-7-PN [] [No.6-32UNC | 3.505| 0.794 | 2.55 7 50 6 - -
For Unified threads| ET-U36-8.3-PN [] [No.8-36UNF | 4.166] 0.706 | 3.3 83 | 50 6 - —
2D type ET-U24-9.7-PN [] [No.10-24UNC| 4.826| 1.058 | 3.5 9.7 | 70 6 - -
Under neck length:| ET-U20-12.7-PN_ | [] |%-20UNC 6.35 | 1.27 | 4.75 127 | 70 6 | - -
ET-U28-12.7-PN | [] | %-28UNF 6.35 | 0.907 | 5 127 | 70 6 - -
ET-U18-16.9-PN | [] |%-18UNC 7.038] 1.411 | 6 159 | 80| 10 - —
ET-U16-19.1-PN_ | [] |%-16UNC 9.525| 1.588 | 6.7 19.1 80| 10 - -
ET-U14-22.2-PN | [] |%-14UNC__ |11.112]| 1.814 | 7.7 222 | 80| 10 - =
ET-U13-25.4-PN | [] |%»-13UNC  |12.7 | 1.954 | 9.2 254 | 80| 10 - -
ET-U12-28.6-PN | [] |%12UNC _ |14.288| 2.117 | 105 286 | 100 | 12 - =
ET-U11-31.8-PN__ | [] |%-11UNC___ |15.875| 2.309 | 11.4 31.8 | 100 | 12 - -
— | ET-U64-4.6-PN [] [No.1-64UNC | 1.854] 0.397 | 1.4 46 | 50 6 . E
=y rke Vi [ ET-U56-5.5-PN [] |No.2-56UNC | 2.184]| 0.454 | 1.65 55 | 50 6 - -
P ®W | ET_U486.3-PN | [ |No.3-48UNC | 2.515| 0.529 | 1.9 63 | 50 6 | - =
BTE | ET-U40-7.1-PN (] |No.4-40UNC | 2.845| 0.635 | 2.1 7.1 50 6 - -
D1x2.5{& | ET-U32-8.8-PN 0] [No.6-32UNC | 3.505| 0.794 | 2.55 88 | 50 6 - =
For Unified threads| ET-U36-10.4-PN__ | ] |No.8-36UNF | 4.166| 0.706 | 3.3 10.4 | 50 6 - -
25Dtype | ET-U24-12.1-PN_ | [] |No.10-24UNC| 4.826 1.058 | 3.5 12.1 70 6 - —
Under neck Jength:| ET-U20-15.9-PN | [ | 1%-20UNC 6.35 | 1.27 4.75 15.9 70 6 - -
' ET-U28-15.9-PN | [ | %4-28UNF 6.35 | 0.907 | 5 169 | 70 6 - =
ET-U18-19.8-PN | [] |%:-18UNC | 7.938| 1.411 | 6 19.8 | 80| 10 - -
ET-U16-23.8-PN | [] |%-16UNC 9.525| 1.588 | 6.7 238 | 80| 10 - —
ET-U14-27.8-PN_ | [ |7%-14UNC__ |11.112] 1.814 | 7.7 278 | 80| 10 - -
ET-U13-31.8-PN | [] |%»-13UNC__ |12.7 | 1.954 | 9.2 318 | 80| 10 - =
ET-U12-35.7-PN | [] |%-12UNC  |14.288] 2.117 | 10.5 357 | 100 | 12 - -
ET-U11-39.7-PN | [] |%-11UNC _ |15.875| 2.309 | 11.4 39.7 | 100 | 12 - —
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Recommended pilot hole dia.

)(_I"”/nc Metric threads
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Thread size pllOﬁ(fr\norl% dia. Thread size pilot(rr:]orlr?) dia.

M2x0.4 1.6 No.1-64UNC 1.51

M2.2x0.45 1.75 No.2-56UNC 1.79

M2.5x%0.45 2.05 No.3-48UNC 2.05

M3X0.5 2.5 No.4-40UNC 2.27

M4x0.7 3.3 No.6-32UNC 2.77

M5x0.8 4.2 No.8-36UNF 3.51

M6 %1 5 No.10-24UNC 3.83

M8x1.25 6.75 1/4-20UNC 5.12

M10x1.5 8.5 1/4-28UNF 5.47

M12x1.75 10.25 5/16-18UNC 6.57

M16x2 14 3/8-16UNC 7.98

M18x2.5 15.5 7/16-14UNC 9.35

M20X% 2.5 17.5 1/2-13UNC 10.81

s EETFURISIEJIS2ARA. JIS2BRATT SAICIEENG i
* Recommended pilot hole diameters refer to former JIS Class 2 and 5/8-11UNC 13.6
JIS Class 2B.
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Please use these tools for pilot hole machining. (For details, please refer to MOLDINO's New Product News or Cutting Tools Products Catalogue.)

R4 Product Name &R — R item code

Z 12— NO. News No.

o EE/‘/X?“Jjﬂ'\'—E—DU—Z Carbide Non Step Borer series WHNSB'TH WNSB'TH N02 1 03
* SWERBEOH./ Y ATy TR—S—H e b vt o NSBH-ATH No.2103
® f8fE OH ==X 5 7R— 3 — Miniature Drill WHVB WHMB-TH No.2103
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4 flutes 1 incomplete thread and
2 complete threads
EDT- ST Y T Wy -TH " . E_a
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. 27 V32 S0 32 Nz 4 E)\EE
ﬁﬁl':lujd_ I\ ?S:FF!E T%eg%; l:F’éha: TZII{;; Under neck length Overa\|§gth JS?:aizgi %—iﬂj @%é%%@?&%;
em code ocl D1 TP DC LU o AL DCONMS Qil hole (S;)ecmedd\smbuwsugﬁs‘ed/r;al\ nnce)
. EDT-0.4-4-TH O M2 0.4 1.4 4 50 6 - -
EDT-0.45-4.4-TH [ M2.2 0.45 1.6 4.4 50 6 = -
PSR E®AY | £DT-0.45-5-TH 0 M2.5 0.45 | 18 5 50 6 - -
BETR EDT-0.5-6-TH o M3 0.5 2.4 6 50 6 = 11,130
D1x2{Z | EDT-0.7-8-TH [ M4 0.7 3.1 8 50 6 - 11,350
For Metric threads | EDT-0.8-10-TH ® M5 0.8 3.8 10 50 6 = 11,680
2D type EDT-1.0-12-TH ® M6 1 46 12 50 6 - 11,910
Under neck length: | EDT-1.25-16-TH 0 M8 125 | 6.2 16 70 | 10 - 18,640
EDT-1.5-20-TH ® M10 1.5 7.5 20 70 10 O 19,420
EDT-1.75-24-TH ® M12 1.75 9 24 80 10 O 20,760
EDT-2-32-TH O M16 2 115 32 100 12 O -
EDT-2.5-36-TH O M18 25 14 36 135 16 O -
EDT-2.5-40-TH O M20 2.5 15 40 135 16 O -
. EDT-0.4-5-TH ] M2 0.4 1.4 5 50 6 . -
EDT-0.45-5.5-TH O M2.2 0.45 16 5.5 50 6 - -
EER®W €0T-0.45-6.25-TH | [ M2.5 0.45 | 18 6.25 | 50 6 - =
BTER EDT-0.5-7.5-TH ® M3 0.5 2.4 7.5 50 6 - 11,130
D1X2.5= [ EDT-0.7-10-TH ® M4 0.7 3.1 10 50 6 = 11,350
For Metric threads | EDT-0.8-12.5-TH ® M5 0.8 3.8 12.5 50 6 - 11,680
2.5D type EDT-1.0-15-TH ® M6 1 4.6 15 50 6 = 11,910
Undef neck length: | EDT-1.25-20-TH (] M8 125 | 6.2 20 70 | 10 - 18,640
' EDT-1.5-25-TH ® M10 1.5 75 25 70 10 O 19,420
EDT-1.75-30-TH ® M12 1.75 9 30 80 10 O 20,760
EDT-2-40-TH O M16 2 11.5 40 100 12 O -
EDT-2.5-45-TH O M18 2.5 14 45 135 16 O -
EDT-2.5-50-TH [] M20 25 15 50 135 16 O -
EDT-3.0-60-TH [ M24 3 15 60 135 16 O -
- EDT-0.5-9-TH ® M3 0.5 2.4 9 55 6 = 12,240
EDT-0.7-12-TH ° M4 0.7 3.1 12 55 6 - 12,480
EDT-0.8-15-TH ® M5 0.8 3.8 15 60 6 = 12,840
BFE EDT-1.0-18-TH o M6 1 4.6 18 60 6 13,090
D1X3{% | EDT-1.25-24-TH D M8 1.25 6.2 24 80 10 = 20,500
For Metrc threads | EDT-1.5-30-TH ® M10 1.5 7.5 30 80 10 O 21,370
Under neck length: | EDT-1.75-36-TH D M12 1.75 9 36 95 | 10 @ 22,840
3% Di EDT-2-48-TH ® M16 2 115 48 120 12 O 27,750
T EDT-0.5-10.5-TH ® M3 0.5 2.4 10.5 55 6 = 12,240
EDT-0.7-14-TH ® M4 0.7 3.1 14 55 6 - 12,480
. EDT-0.8-17.5-TH ® M5 0.8 3.8 17.5 60 6 - 12,840
B TR EDT-1.0-21-TH [ M6 1 46 21 60 6 13,090
D1x3.5{& | EDT-1.25-28-TH D M8 1.25 6.2 28 80 10 = 20,500
For Metric threads | EDT-1.5-35-TH ® M10 1.5 7.5 35 80 10 O 21,370
Under neck length: | EDT-1.75-42-TH D M12 1.75 9 4?2 95 10 O 22,840
3.5 x D1 EDT-2-56-TH ® M16 2 115 56 120 12 O 27,750

TEFMIEICDOWVWTIIP7, P.19%ZSRULTLIEE

U\o For information about tool diameter correction, refer to p7, P19.
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@ : Stocked items.
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[] : Stocked by specified distributor. Contact with our sales department.



' -TH B mm  Unit: mm E—a

Carbide

R 7} * = TR =

ﬁn:lu a1— I\ EE ‘I'ur%egf;ig. I:F’lthha: TZIIE:\. UnE n—eli%mth Ove%llleﬁ;glh Js—r\\';ﬁ(%gi 717{1})['/, i%é%%gﬁi% i

e ERsd ek D1 TP DC LU OAL |DCONMS| il hole | (mvemr 2 i)
— | EDT-U64-3.7-TH No.1-64UNC | 1.854| 0.397 | 1.4 37 | 50 6 . -
EDT-U56-4.4-TH No.2-56UNC | 2.184| 0.454 | 1.65 4.4 | 50 6 - =
REA®AY | epT-U48-5-TH N0.3-48UNC | 2.515| 0.529 | 1.9 5 50 6 - -
&TE | EDT-U40-5.7-TH No.4-40UNC | 2.845| 0.635 | 2.1 57 | 50 6 - =
D1X2f& | EDT-U32-7-TH No.6-32UNC | 3.505| 0.794 | 2.55 7 50 6 - =
For Unified throads | EDT-U36-8.3-TH No.8-36UNF | 4.166] 0.706 | 3.3 83 | 50 6 - =
2D type EDT-U24-9.7-TH No.10-24UNC| 4.826| 1.058 | 3.5 9.7 | 70 6 - -
Under neck length: |”EDT-U20-12.7-TH 14-20UNC 635 | 1.27 | 4.75 | 12.7 | 70 6 - =
EDT-U28-12.7-TH 14-28UNF 6.35 | 0.907 | 5 127 | 70 6 - -
EDT-U18-15.9-TH %-18UNC__ | 7.938] 1.411| 6 159 | 80| 10 - =
EDT-U16-19.1-TH %-16UNC 9.525| 1.588 | 6.7 19.1 80 | 10 - -
EDT-U14-22.2-TH 76-14UNC__ |11.112] 1.814 | 7.7 222 | 80| 10 | O —
EDT-U13-25.4-TH 1»-13UNC 127 | 1.954| 9.2 254 | 80| 10 | O -
EDT-U12-28.6-TH %-12UNC__ |14.288] 2.117 | 10.5 286 | 100 | 12 | O -
EDT-U11-31.8-TH %-11UNC__ |15.875| 2.309 | 11.4 31.8 | 100 | 12 | O —
— | EDT-U64-4.6-TH No.1-64UNC | 1.854| 0.397 | 1.4 46 | 50 6 B =
bi=ppake VD | EDT-U56-5.5-TH No.2-56UNC | 2.184| 0.454 | 1.65 5.5 50 6 - -
kL@l | EDT-U48-6.3-TH No.3-48UNC | 2.515| 0.529 | 1.9 63 | 50 - =

BTR EDT-U40-7.1-TH
D1%2.5{ | EDT-U32-8.8-TH
For Unified threads | EDT-U36-10.4-TH
0 dz'SDtﬁ/?e . EDT-U24-12.1-TH
ndef eck Jength:| EDT-U20-15.9-TH
EDT-U28-15.9-TH
EDT-U18-19.8-TH
EDT-U16-23.8-TH
EDT-U14-27.8-TH
EDT-U13-31.8-TH
EDT-U12-35.7-TH
EDT-U11-39.7-TH

6
No.4-40UNC | 2.845| 0.635 | 2.1 7.1 50 6
No.6-32UNC | 3.505| 0.794 | 2.55 8.8 50 6 =
No.8-36UNF | 4.166| 0.706 | 3.3 10.4 50 6 - -
6
6

No.10-24UNC| 4.826| 1.058 | 3.5 12.1 70
¥4-20UNC 6.35 | 1.27 4.75 15.9 70
V4-28UNF 6.35 | 0.907| 5 15.9 70 6 = -
%6-18UNC 7.938| 1.411 6 19.8 80 10 - -
%-16UNC 9.525| 1.588 | 6.7 23.8 80 10 = -
76-14UNC 11112 1.814 | 7.7 27.8 80 10 O
¥2-13UNC 12.7 1954 | 9.2 31.8 80 10 @) =
O
@)

%6-12UNC 14:288 2117 | 105 35.7 100 12
%-11UNC 16.875| 2.309 | 11.4 39.7 100 12

OoOoOoOoooUoOooooooOoooooooooooooEs
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About tool diameter correction

ADYRIIVCKDRUTIDINITIE. YIHRERICKDITED chdr. HRUEDEING DIcOMENNEFIZEENHDET,
TERIFGLETSEEELGOTIT D LEEMEEZRE T DFEOBRELTTHALIEE L.

Corrections may be needed when threading with thread mill. The internal thread diameter is reduced due to the tool deflection induced by cutting resistance.
The figures in the following tables are provided for reference purposes. Use them as a guide when adjusting tool diameter correction values.

P SNIZEIVY \otric threads hmp L g A1V Unified threads

RCOEG - WEE RCOEY  RES
Thread size AdJustn}?é]e)lmounts Thread size Ad]ustn}?rtn?mounts
M2x0.4 0.026 No.1-64UNC 0.024
M2.2x0.45 0.036 No.2-56UNC 0.026
M2.5x0.45 0.036 No.3-48UNC 0.028
M3x0.5 0.038 No.4-40UNC 0.031
M4x0.7 0.044 No.6-32UNC 0.035
M5x0.8 0.047 No.8-36UNF 0.034
M6 X1 0.045 No.10-24UNC 0.041
M8x1.25 0.049 1/4-20UNC 0.046
M10x1.5 0.053 1/4-28UNF 0.040
M12x1.75 0.060 5/16-18UNC 0.050
M16x2 0.064 3/8-16UNC 0.054
M18x2.5 0.071 7/16-14UNC 0.058
M20x2.5 0.071 1/2-13UNC 0.062
M24 x3.0 0.075 9/16-12UNC 0.065
5/8-11UNC 0.068
gﬁj?é%(éﬂﬁJ|82,’f&&31§UBJ:UJSEB%&@@U[CBH%)\ ﬁ&?ﬂ%é‘ﬁ"é‘}%@ The adjustment amounts are set for an effective diameter tolerance of 75 % with former
75% Eaﬁlcﬁﬁbtaoggo JIS Class 2 and JIS Class 2B internal threads.
N - Example : M3x0.5 former JIS Class 2 effective diameter tolerance 0 ~ +0.100
Bl - M3X0.5 |8 JISefkEmETiEsFaE 0~+0.100 0.100x75%+2 (conversion to radius) =0.038
0.100X75%~2 (3&*&(;}@%) =0.038 Refer to P.19 for the specific correction procedure.

BAWEHIER AR P.19 ZTERTEEV
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Recommended Cutting Conditions

B D e e A —— | ) .
il AN, %/ 2 N 22/ Epoch Thread Mill
- HHEK - R ATV T B8 Tool steels TUJ\—R /4l Pre-hardened steels
4z Cast irons, Carbon steels Stainless steels 25 ~ 35HRC 35 ~ 45HRC
Work material 1560~200HB FC250,S50C SUS304 SCM440, HPM7 HPM-MAGIC,CENA1
ENEIRE ve (M/min) 80~85~90 70~75~80 60~65~70
IFUE D1 TEZDC(m)| EERHn | EOERE v | THEDE | EEHn | EOFERE v | 1XDE | EEMn | EDEE vi | 1HXDE f2
Thread dia. Tool dia.(mm) (min1) (mm/min) (mm/t) (min") (mm/min) (mm/t) (min") (mm/min) (mm/t)
M2 1.4 19,300 208 0.009 17,100 164 0.008 14,800 142 0.008
M2.2 1.6 16,900 203 0.011 14,900 163 0.01 12,900 141 0.01
M2.5 1.8 15,000 202 0.012 13,300 164 0.011 11,500 142 0.011
M3 2.4 11,300 154 0.017 9,900 127 0.016 8,600 103 0.015
M4 3.1 8,700 188 0.024 7,700 152 0.022 6,700 127 0.021
M5 3.8 7,100 198 0.029 6,300 163 0.027 5,400 130 0.025
M6 4.6 5,900 204 0.037 5,200 170 0.035 4,500 134 0.032
M8 6.2 4,400 198 0.05 3,900 165 0.047 3,300 128 0.043
M10 7.5 3,600 216 0.06 3,200 179 0.056 2,800 148 0.053
M12 9 3,000 216 0.072 2,700 184 0.068 2,300 145 0.063
M16 11.5 2,400 235 0.087 2,100 194 0.082 1,800 154 0.076
M18 14 1,900 17 0.101 1,700 144 0.095 1,500 117 0.088
M20 15 1,800 184 0.102 1,600 154 0.096 1,400 125 0.089
No.1-64UNC 1.4 19,300 170 0.009 17,100 134 0.008 14,800 116 0.008
No.2-56UNC 1.65 16,400 176 0.011 14,500 156 0.011 12,500 122 0.01
No.3-48UNC 1.9 14,200 181 0.013 12,600 148 0.012 10,900 117 0.011
No.4-40UNC 2.1 12,900 203 0.015 11,400 167 0.014 9,900 135 0.013
No.6-32UNC 2.55 10,600 208 0.018 9,400 174 0.017 8,100 141 0.016
No.8-36UNF 3.3 8,200 170 0.025 7,200 144 0.024 6,300 115 0.022
No.10-24UNC 3.5 7,700 228 0.027 6,800 187 0.025 5,900 149 0.023
1/4-20UNC 4.75 5,700 218 0.038 5,000 181 0.036 4,400 146 0.033
1/4-28UNF 5 5,400 184 0.04 4,800 155 0.038 4,100 122 0.035
5/16-18UNC 6 4,500 211 0.048 4,000 176 0.045 3,400 139 0.042
3/8-16UNC 6.7 4,000 256 0.054 3,600 214 0.05 3,100 173 0.047
7/16-14UNC 7.7 3,500 267 0.062 3,100 221 0.058 2,700 179 0.054
1/2-13UNC 9.2 2,900 237 0.074 2,600 198 0.069 2,200 155 0.064
9/16-12UNC 10.5 2,600 221 0.08 2,300 183 0.075 2,000 148 0.07
5/8-11UNC 11.4 2,400 235 0.087 2,100 192 0.081 1.800 154 0.076
. BBEANEE Hardened steels BBEANEE Hardened steels 1AM Hardened steels
#eHlE 45 ~ 55HRC 55 ~ 62HRC 62 ~ 66HRC
Work material SKD61,HPM38 SKD11,YXR3 SKH51,HAP40
YIHLRE ve (M/min) 50~ 55 ~60 40~45~50 30~35~40
IEUR D TEZEDC(mm)| EE#n | EDOERE vi | THEDE | EE#Hn | EDOERE vi | THEDE | BEEHn | EDRE vi | THEDE £
Thread dia. Tool dia.(mm) (min) (mm/min) (mm/t) (min) (mm/min) (mm/t) (min") (mm/min) (mm/t)
M2 1.4 12,500 105 0.007 10,200 73 0.006 8,000 58 0.006
M2.2 1.6 10,900 107 0.009 9,000 69 0.007 7,000 53 0.007
M2.5 1.8 9,700 109 0.01 8,000 72 0.008 6,200 56 0.008
M3 2.4 7,300 82 0.014 6,000 53 0.011 4,600 40 0.011
M4 3.1 5,600 96 0.019 4,600 62 0.015 3,600 49 0.015
M5 3.8 4,600 102 0.023 3,800 66 0.018 2,900 50 0.018
M6 4.6 3,800 106 0.03 3,100 67 0.023 2,400 52 0.023
M8 6.2 2,800 101 0.04 2,300 64 0.031 1,800 50 0.031
M10 7.5 2,300 113 0.049 1,900 72 0.038 1,500 57 0.038
M12 9 1,900 112 0.059 1,600 72 0.045 1,200 54 0.045
M16 11.5 1,500 120 0.071 1,200 74 0.055 1,000 62 0.055
M18 14 1,300 95 0.082 1,000 56 0.063 800 45 0.063
M20 15 1,200 100 0.083 1,000 64 0.064 700 45 0.064
No.1-64UNC 1.4 12,500 86 0.007 10,200 60 0.006 8,000 47 0.006
No.2-56UNC 1.65 10,600 93 0.009 8,700 60 0.007 6,800 47 0.007
No.3-48UNC 1.9 9,200 90 0.01 7,500 59 0.008 5,900 46 0.008
No.4-40UNC 2.1 8,300 104 0.012 6,800 64 0.009 5,300 50 0.009
No.6-32UNC 2.55 6,900 113 0.015 5,600 67 0.011 4,400 53 0.011
No.8-36UNF 3.3 5,300 88 0.02 4,300 57 0.016 3,400 45 0.016
No.10-24UNC 3.5 5,000 121 0.022 4,100 77 0.017 3,200 60 0.017
1/4-20UNC 4.75 3,700 116 0.031 3,000 73 0.024 2,300 56 0.024
1/4-28UNF 5 3,500 98 0.033 2,900 62 0.025 2,200 47 0.025
5/16-18UNC 6 2,900 110 0.039 2,400 70 0.03 1,900 56 0.03
3/8-16UNC 6.7 2,600 136 0.044 2,100 85 0.034 1,700 69 0.034
7/16-14UNC 7.7 2,300 141 0.05 1,900 91 0.039 1,400 67 0.039
1/2-13UNC 9.2 1,900 126 0.06 1,600 81 0.046 1,200 61 0.046
9/16-12UNC 10.5 1,700 117 0.065 1,400 74 0.05 1,100 58 0.05
5/8-11UNC 11.4 1.500 118 0.07 1.300 79 0.054 1.000 61 0.054

55HRCZ#EZ 2#HHIMDIHES. HFR3D:3.5DY 1 JORANMIRESE2.5DA FEHRWNLET .

With cutting materials exceeding 55HRC, the maximum machining depth should not exceed 2.5D for under neck length 3D and 3.5D type tools.

[EE] OIRysZALyRILEHRLINTIEATIETT,
@ LRHIRHAFRF REOFUETOEOTY  Z OMOFUEDIHEAICEIU T, A LOEEROEE (P19) ESRUTHEHL T,
@ ERRHRICBU\C EDEE(E HRUM IO TEPLOEDEEARL CVET. /e, 1 DEDBFYIEISR COMBERLTLIFT,
OREABBICTID FHADADBIRIEN BB/, A 1 Ik —) LA EDTRBHTA A UR— L EEAL TN AT TS,
Ok MTRICEDE T BB —5 Y NEEALTIEE .
O DYHERHRGTHRAOERERT 6D TY KON I ERMNEICKDRHEREL TS,

[Note]

1.Epoch Thread Mill is an only for threading the inside of holes.
2.The above cutting conditions are for the thread diameters stated in the table. Cutting conditions for other thread diameters should be calculated taking into consideration the Cautions on use (p.19).

3.The feed rate stated in the above conditions table is the feed rate at the tool center during threading. In addition, the per-tooth feed rate is the numerical value at the cutting point.
4.Since there is a risk of cutting chips getting inside the machine, when using tools equipped with oil holes, be sure to use the oil holes.
5.Use the appropriate coolant for the work material and machining shape.

6.These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine conditions.



& U VL)
ALY

yDT

k=

i

—
=/ Epoch D Thread Mill

" %ﬁ* * ﬁ%ﬂ IE% Tool steels 7U/ \—F‘Jﬂﬁ Pre-hardened steels
HREIE Cast irons, Carbon steels 25 ~ 35HRC 35 ~ 45HRC
Work material 150 ~200HB FC250,S50C SCM440,HPM7 HPM-MAGIC,CENA1
EDEIRE ve (M/min) 80~ 85 ~90 70~75~80 60~65~70
U D1 TERDC(m)| EE#n | EDRE vi [ 1EDE | EEHMn | EDRE vi | 1EDE | EEHn | EDRE v | 1HEDE &2
Thread dia. Tool dia.(mm) (min) (mm/min) (mm/t) (min) (mm/min) (mm/t) (min") (mm/min) (mm/t)
M2 1.4 19,300 139 0.006 17,100 123 0.006 14,800 107 0.006
M2.2 1.6 16,900 129 0.007 14,900 114 0.007 12,900 99 0.007
M2.5 1.8 15,000 134 0.008 13,300 119 0.008 11,500 103 0.008
M3 2.4 11,300 99 0.011 9,900 87 0.011 8,600 76 0.011
M4 3.1 8,700 117 0.015 7,700 104 0.015 6,700 90 0.015
M5 3.8 7,100 123 0.018 6,300 109 0.018 5,400 93 0.018
M6 4.6 5,900 127 0.023 5,200 112 0.023 4,500 97 0.023
M8 6.2 4,400 123 0.031 3,900 109 0.031 3,300 92 0.031
M10 7.5 3,600 137 0.038 3,200 122 0.038 2,800 106 0.038
M12 9 3,000 135 0.045 2,700 122 0.045 2,300 104 0.045
M16 11.5 2,400 149 0.055 2,100 130 0.055 1,800 111 0.055
M18 14 1,900 106 0.063 1,700 95 0.063 1,500 84 0.063
M20 15 1,800 115 0.064 1,600 102 0.064 1,400 90 0.064
M24 15 1,800 115 0.043 1,600 102 0.043 1,400 90 0.043
No.1-64UNC 1.4 19,300 113 0.006 17,100 100 0.006 14,800 87 0.006
No.2-56UNC 1.65 16,400 112 0.007 14,500 99 0.007 12,500 86 0.007
No.3-48UNC 1.9 14,200 111 0.008 12,600 99 0.008 10,900 85 0.008
No.4-40UNC 2.1 12,900 122 0.009 11,400 107 0.009 9,900 93 0.009
No.6-32UNC 2.55 10,600 127 0.011 9,400 113 0.011 8,100 97 0.011
No.8-36UNF 3.3 8,200 109 0.016 7,200 96 0.016 6.300 84 0.016
No.10-24UNC 3.5 7,700 144 0.017 6,800 127 0.017 5,900 110 0.017
1/4-20UNC 4.75 5,700 138 0.024 5,000 121 0.024 4,400 106 0.024
1/4-28UNF 5 5,400 115 0.025 4,800 102 0.025 4,100 87 0.025
5/16-18UNC 6 4,500 132 0.03 4,000 117 0.03 3,400 100 0.03
3/8-16UNC 6.7 4,000 161 0.034 3,600 145 0.034 3,100 125 0.034
7/16-14UNC 7.7 3,500 168 0.039 3,100 148 0.039 2,700 129 0.039
1/2-13UNC 9.2 2,900 147 0.046 2,600 132 0.046 2,200 112 0.046
9/16-12UNC 10.5 2,600 138 0.05 2,300 122 0.05 2,000 106 0.05
5/8-11UNC 11.4 2,400 146 0.054 2,100 128 0.054 1.800 110 0.054
. BEAAEH Hardened steels JEEANEH Hardened steels WEANEE Hardened steels AT /LA
BHIE 45 ~ 55HRC 55 ~ 62HRC 62~66HRC Stainlss sioels
Work material SKD61,HPM38 SKD11,YXR3 SKH51,HAP40 SUS304
EIHIERE ve (M/min) 50~55~60 40~45~50 30~ 35~ 40
R Dr TEZEDC(mm)| EE#n | EOERE vi | THEDE | EE#Hn | EOERE vi | THEDE 2| BEE#Hn | EDEE v | THZEDE f2
Thread dia. Tool dia.(mm) (min") (mm/min) (mm/t) (min) (mm/min) (mm/t) (min1) (mm/min) (mm/t)
M2 1.4 12,500 90 0.006 10,200 73 0.006 8,000 58 0.006
M2.2 1.6 10,900 83 0.007 9,000 69 0.007 7,000 53 0.007
M2.5 1.8 9,700 87 0.008 8,000 72 0.008 6,200 56 0.008
M3 2.4 7,300 64 0.011 6,000 53 0.011 4,600 40 0.011
M4 3.1 5,600 76 0.015 4,600 62 0.015 3,600 49 0.015
M5 3.8 4,600 79 0.018 3,800 66 0.018 2,900 50 0.018
M6 4.6 3,800 82 0.023 3,100 67 0.023 2,400 52 0.023
M8 6.2 2,800 78 0.031 2,300 64 0.031 1,800 50 0.031
M10 7.5 2,300 87 0.038 1,900 72 0.038 1,500 57 0.038
M12 9 1,900 86 0.045 1,600 72 0.045 1,200 54 0.045
M16 11.5 1,500 93 0.055 1,200 74 0.055 1,000 62 0.055
M18 14 1,300 73 0.063 1,000 56 0.063 800 45 0.063
M20 15 1,200 77 0.064 1,000 64 0.064 700 45 0.064
M24 15 1,200 77 0.043 1,000 64 0.043 700 45 0.043
No.1-64UNC 1.4 12,500 73 0.006 10,200 60 0.006 8,000 47 0.006
No.2-56UNC 1.65 10,600 73 0.007 8,700 60 0.007 6,800 47 0.007
No.3-48UNC 1.9 9,200 72 0.008 7,500 59 0.008 5,900 46 0.008
No.4-40UNC 2.1 8,300 78 0.009 6,800 64 0.009 5,300 50 0.009
No.6-32UNC 2.55 6,900 83 0.011 5,600 67 0.011 4,400 53 0.011
No.8-36UNF 3.3 5,300 71 0.016 4,300 57 0.016 3,400 45 0.016
No.10-24UNC 3.5 5,000 93 0.017 4,100 77 0.017 3,200 60 0.017
1/4-20UNC 4.75 3,700 89 0.024 3,000 73 0.024 2,300 56 0.024
1/4-28UNF 5 3,500 74 0.025 2,900 62 0.025 2,200 a7 0.025
5/16-18UNC 6 2,900 85 0.03 2,400 70 0.03 1,900 56 0.03
3/8-16UNC 6.7 2,600 105 0.034 2,100 85 0.034 1,700 69 0.034
7/16-14UNC 7.7 2,300 110 0.039 1,900 91 0.039 1,400 67 0.039
1/2-13UNC 9.2 1,900 96 0.046 1,600 81 0.046 1,200 61 0.046
9/16-12UNC 10.5 1,700 90 0.05 1,400 74 0.05 1,100 58 0.05
5/8-11UNC 11.4 1.500 91 0.054 1.300 79 0.054 1.000 61 0.054

55HRCZ#EZ 5#HHIMDIESE. H FR3D:3.5D5 1 JORANMILRSE2.5DA FEHRNLET,

With cutting materials exceeding 55HRC, the maximum machining depth should not exceed 2.5D for under neck length 3D and 3.5D type tools.

[(FE) OTRYIDALYRILBHRUNIEMIETT,
@ _LECUIHIRMRIE RADIFURTDHD TY . Z Dt DIFUERDYIBIEHICEL TIF. A LDEEROIEE (P.19) Z8RUCEHL T EE L,
@ LEERHRICBVT EDEEE HRUINTROTERDDEDREZRLCVXT Xfc, 1 AEDE(FVEHIR CTOMEZRLTWLET,
@HABAEBICYID <K FHADADEIRIED D DD A A IUiR—)UISED T EIFTH A )Uik— L2 ERU TINTZ{ToCTLIEE L,
ORI I TRRICEDE TOHEVEI—S U/ MeERLTLIEE L,
®OZDYIHIRARIFVIBIFEDERZR I BDTY KEDIN T TIHMEREMEICKDRMZERREL TIEE W,

[NOte] ;:Eﬁ:g’gg;—gﬁﬁ% '::/Io”rtcli?tigﬁ’s)ztr)leefoorftﬁg.t‘lilrtea:degig?ng?enrggste;?eddtmr?rmaedtlgglle. Cutting conditions for other thread diameters should be calculated taking into consideration the Cautions on use (p. 19).
3.The feed rate stated in the above conditions table is the feed rate at the tool center during threading. In addition, the per-tooth feed rate is the numerical value at the cutting point.
4.Since there is a risk of cutting chips getting inside the machine, when using tools equipped with oil holes, be sure to use the oil holes.

5.Use the appropriate coolant for the work material and machining shape.
6.These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine conditions.
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Epoch D Thread Mill for PT,NPT Threads i

EE Left-hand edge
DC IDCONMS
LU

4153 =T OAL ‘

e '3°c°omm";'>i°e‘?e‘?hr?:a“d2”" BT —) CE Neckange On £ 1.7 |
XEDT-PT1(NPT1)-45-ATH O&E#BIFZN— k(6n=0") T,
EDT- PT :.-' -'~,: :.-' -'~,: ATH The neck angle (6n) of EDT-PT1(NPT1)-45-ATH is 0° (straight neck). E_:
. PELLALSE B . mm  Unit: mm G

PT(Rc) LA - FOETheadda_____| pyF |BENE| BTR | 28 |[VvVOR F1)) BURREE| B2/
SiE(ROthieads T8 TAE | TIUWE(FIUR) | pitch | Reference |Underneck | Overall | Shankdia. | 7i—)L | Thread diameter | i (F3)
AmI—R Stock | ot requred (bllot hole tramerer) dia. g g Oil Hole |*mPensaionvalie) - gggested
ltem code D1 D1 TP DC LU OAL _[DCONMS Dp___|| =)
EDT-PT1/16-18-ATH | @ | PIVs28 | PTW-28(84NE) | g 9071 | 48 | 18 70 6 | - | 0029 | 24,250
EDT-PT1/8-19-ATH O Rl = 09071 | 57 | 19 70 6 | - | 0029 | 24,250
EDT-PT1/4-28-ATH o ALY | PT-19G80ME) | 13368 | 79 | 28 80 | 10 | - | 0043 | 35470
EDT-PT3/8-28-ATH o | kS - 13368 | 96 | 28 80 | 10 | - | 0043 | 35470
EDT-PT1/2-35-ATH o | Thild | PTA-TACOBIE 198143 | 115 | 35 | 110 | 12 | - | 0058 | 51,060
EDT-PT1-45-ATH o - | PTII@WOBE 153091 | 154 | 45 | 135 | 16 | - | 0074 | 98520
NPT faUF e T EvF |EENZ| BTR | 28 |[YvYoR A1) |BURRER| RL/\%

1] reads t TINARE TIWE (F7UR) Pitch Reference | Under neck | Overall | Shank dia. | 7K—)L | Thread diameter | {14 (F9)
AmmI—R Stock| bt required (bilot hols Ssmcter) dia. (gl emefin Oil Hole |*mPensaionvalie) - sggested
jlemicoce D1 D1 TP DC LU OAL __|DCONMS D> EEE B
EDT-NPT1/16-18-ATH | @ | NTT/ec2? | NPTA2TSRANE) | 99407 | 48 | 18 70 6 | - | 003 | 24250
EDT-NPT1/8-19-ATH | @ | N[T27 = 0.9407 | 67 | 19 70 6 | - | 003 | 24250
EOT-NPT1/4-28-ATH | @ | NPTU18 | NPTHIISWBLLE) | g 4111 | 79 | 28 80 | 10 | - | 0045 | 35470
EDT-NPT3/8-28-ATH | @ | \PT7-18 - 14111 | 96 | 28 80 | 10 | - | 0045 | 35470
EDOT-NPT1/2-35-ATH | @ | NP Z504 | NPTYCIALOBME) | 18143 | 115 | 35 | 110 | 12 | - | 0088 | 51,060
EDT-NPT1-45-ATH o - NPTIISII0BEN 50087 | 154 | 45 | 135 | 16 | - | 0071 | 98520

OF : IZHEHEERCTY, @ : Stocked ltems.
TIUMEOQFURERIE. SEEU EOXRETEOTIODEFNEINITETEA,

Thread diameter which requires pilot hole can not be used without larger pilot hole than the values shown in the table.

o PT N PTn l./m NC7 A 7 7L\&1'Eﬁﬁéh6 I%o)li X2 5\ Cautions when creating NC program for PT, NPT threads

i - EESNREDCESRNEN RIS DI, RUBRDERELTIOISZVITS
(/‘f"l J(UJOE“"%L d.ﬁgehr:” ::”’d‘d J)) HENGBDOET, IEURD: [ZHRUDEDEAER (v T OEEER) [THHLET.
46 taper line passing roug eapexo read ridge E
: == T2 EDT-PT1/4-28-ATH T PTVRUHIbilT
| RO D1+ IFORBER D2 = REFOR
13.157 + 0.043 = 13.2
NERHRED NC 7055 AFHFURFIEE D2 #55H UHINKRL THDET,

——— ——

Since the reference diameter DC and the tool tip diameter are different, it is necessary to correct the thread
diameter D1 and program. The thread diameter D1 corresponds to the reference diameter of the groove of the
internal thread (reference diameter of the tap).

EZEE PT1/4 thread milling with EDT-PT1/4-28-ATH

5‘Eﬁn“i9+1= ) . Thread diameter D1+ compensation value D2 = setup thread diamter
Tip Dia. 13.157 + 0.043 = 13.2

*The NC program provided by MOLDINO already incorporates the D2 thread diameter compensation value.

BANEDC : 1 ILBEDREBIERAEICSIT DR
ZmMME | TEAERMBCSITDNE

Reference Dia. DC: diameter at the virtual crest position of the first thread
Tip Dia. : diameter at the tool tip position
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Recommended Cutting Conditions

g0/, S — Ty P =
LiNYZ DRUYrSIY (T«P;'Q'QT )
Epoch D Thread Mill for PT,NPT Threads i

w ﬁ%ﬁ ° Fi?fm Iﬁfﬁ Tool steels 7U/ \—I\‘/ﬂﬂ Pre-hardened steels
*ﬁﬁlﬂj Cast irons, Carbon steels 25 ~ 35HRC 35 ~ 45HRC
Work material 150 ~200HB FC250,S50C SCM440,HPM7 HPM-MAGIC,NAK80
YIELRE ve (M/min) 80~ 85~90 70~75~80 60~ 65~70

HUR D1 EENEDC(m)| EERE n | EDRE vi | 1UXDE 2 | B0 | EZDRE vi | 1EDE 2 | EEH 0 | EXDRE vi | 1TEDE

Thread dia. Reference dia.(mm)|  (min'") (mm/min) | (mm/t) (min") (mm/min) | (mm/t) (min') (mm/min) | (mm/t)
PT'%-28 4.8 5,600 146 0.024 5,000 131 0.024 4,300 112 0.024
PT":-28 5.7 4,700 181 0.029 4,200 162 0.029 3,600 139 0.029
PT"-19 7.9 3,400 167 0.04 3,000 148 0.04 2,600 128 0.04
PT3%-19 9.6 2,800 192 0.048 2,500 171 0.048 2,200 150 0.048
PT)2-14 11.5 2,400 204 0.055 2,100 179 0.055 1,800 153 0.055
PT%-14 11.5 2,400 278 0.055 2,100 243 0.055 1,800 208 0.055
PT1-11 15.4 1,800 231 0.065 1,600 206 0.065 1,300 167 0.065
NPT 16-27 4.8 5,600 156 0.024 5,000 140 0.024 4,300 120 0.024
NPT"s-27 5.7 4,700 202 0.029 4,200 180 0.029 3,600 155 0.029
NPT":-18 7.9 3,400 182 0.04 3,000 160 0.04 2,600 139 0.04
NPT3%:-18 9.6 2,800 200 0.048 2,500 179 0.048 2,200 157 0.048
NPT'2-14 11.5 2,400 209 0.055 2,100 183 0.055 1,800 157 0.055
NPT%:-14 11.5 2,400 279 0.055 2,100 244 0.055 1,800 209 0.055
NPT1-11.5 15.4 1,800 231 0.065 1,600 205 0.065 1,300 167 0.065

w BEANSH Hardened steels 1B ANEH Hardened steels BEANE Hardened steels AT /LA
I 45 ~ 55HRC 55 ~ 62HRC 62~66HRC Siairless sicels
Work material SKD61,HPM38,STAVAX SKD11,YXR3 SKH51,HAP40 SUS304
YIELRE ve (M/min) 50~ 55 ~60 40~45~50 30~ 35~40

HUR D1 EENEDC()| EERE n | EDRE vi | 1UXDE 2 | B0 | EZDRE vi | 1IEDE 2 | EEH 0 | EDRE vi | 1TEDE

Thread dia. Reference dia.(mm) | (min'") (mm/min) (mm/1) (min1) (mm/min) (mm/t) (min1) (mm/min) (mm/1t)
PT'%-28 4.8 3,600 94 0.024 3,000 78 0.024 2,300 60 0.024
PT":-28 5.7 3,100 120 0.029 2,500 96 0.029 2,000 77 0.029
PT"-19 7.9 2,200 108 0.04 1,800 89 0.04 1,400 69 0.04
PT3%-19 9.6 1,800 123 0.048 1,500 103 0.048 1,200 82 0.048
PT'2-14 11.5 1,500 128 0.055 1,200 102 0.055 1,000 85 0.055
PT%-14 11.5 1,500 174 0.055 1,200 139 0.055 1,000 116 0.055
PT1-11 15.4 1,100 141 0.065 900 116 0.065 700 90 0.065
NPT 16-27 4.8 3,600 101 0.024 3,000 84 0.024 2,300 64 0.024
NPT"s-27 5.7 3,100 133 0.029 2,500 107 0.029 2,000 86 0.029
NPT":-18 7.9 2,200 118 0.04 1,800 96 0.04 1,400 75 0.04
NPT3%:-18 9.6 1,800 129 0.048 1,500 107 0.048 1,200 86 0.048
NPT'2-14 11.5 1,500 131 0.055 1,200 105 0.055 1,000 87 0.055
NPT%:-14 11.5 1,500 174 0.055 1,200 139 0.055 1,000 116 0.055
NPT1-11.5 15.4 1,100 141 0.065 900 116 0.065 700 90 0.065

[3E] OIKY/DRALYRI)LEpRUNIEATIATY, ‘
= @ LEEHIRMARIE. RPOFUETOHDTY . ZOMDIFUROVIEISKHAICEILTIE. A EDOEERADIER (P.19) Z8RU CEHUL TS,

@ LECRHRICHBNT EDREEL HRUIMTEO TERDDREDEEZRL CVET K. 1 DADER IR COMEZRLTVET,
@OREWMAEBICEID S FHADRADBIRMED S DT A A IUIR—)USED T BT 1 JUR—LEERUL T T ZTo>CTLEE L,
©HEI I TRRICEDE T OBYRS —S5 VAL TS, ) ‘
®OZDOVHIRHRISUIHIFGDERZZTR T ©D T I REDIN T TIHERBMEFICKDREZRFEL T,

[Note] 1.Epoch D Thread Mill is capable of simultaneous boring and threading.
2.The above cutting conditions are for the thread diameters stated in the table. Cutting conditions for other thread diameters should be calculated taking into consideration the Cautions on use (p. 19).
3.The feed rate stated in the above conditions table is the feed rate at the tool center during threading. In addition, the per-tooth feed rate is the numerical value at the cutting point.
4.Since there is a risk of cutting chips getting inside the machine, when using tools equipped with oil holes, be sure to use the oil holes.

5.Use the appropriate coolant for the work material and machining shape.
6.These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine conditions.

O PT‘ NPTb LFH : Eiﬁﬁﬁlﬁ@@ﬂ%ﬁﬁ Reference diameter position adjustment procedure for PT, NPT threads

ALYRSIVTT—)\ORUZNNT I DEEICE. EEDTYITERLGED, TEEMIEICIDHRURZRBEITDHIET, BEERIEZ
ARLET, PIRIFTROLSEES. TEEMEBIF FEOFERICIDEREINET,

For the machining of tapered internal threads using a thread mill, in contrast to conventional taps, the reference diameter position is adjusted by adjusting the internal thread diameter with
tool diameter correction. In the example shown in the following diagram, the tool diameter correction value is calculated as follows:

N2 EDT-PT1/4-28-ATH T PT2UHIbilT PT1/4 thread milling with EDT-PT1/4-28-ATH

(Igwgﬁyi.?% DC* E&%{ﬁﬁ%ﬁ%i X 1/16) -2 (5&?%[:;@%) (Reference Dia. DC # reference diameter position adjustment amount x 1/16) = 2 (conversion to radius)
( 7.9 = 2 X Vs) ~2=3.8875 7 - 2 x1/16) +2 =3.8875

FLTBRBEF TSR RLTRBEEYAFATEHET D, TOBEIF2MMIRLEDET . %PT-NPTRUDT—/UdTNT VeT—/ (EAHETEDSNTHOET,
A positive value indicates shallower cuts; a negative value indicates deeper cuts. In this case, the value will be 2 mm deeper.

BB —Y

Inspection gauge

3 p i |=F-4 £ ]
& E2mmiEGEALRZLY TERMIE Igtr)rledclt?on;]eler TIT;h:?ﬁ;IE"HE T ERFHIE Tool diameter correction
Needs to be inserted 2 mm deeper. 3.95 (7.9+2) ng‘egﬁg;ea%ﬁus‘mem 3.8875

TEEMIEEZHAREL

SR = I~ -4 N .

DRUAESAY HRUEZILK HRUELAL

Internal thread root Adjust the tool diameter correction value Increase in internal
diameter line to increase the threading diameter. thread diameter

(P EOHIEFIETERLEEDONC 7O S LADIBEEDMHHIESI T, * The example above illustrates corrections made using an NC program with a tool center datum.
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Field data of Epoch Thread Mill

0 1 Eiﬁgﬁﬁwn l/tﬂ ")7,"] I (|V|4XO7) Threading of hardened steels (M4%0.7)
|

tﬂﬂ/%# Cutting conditions

. IRkwo
1BHlI#F work material : SKD11(60HRC) #EHTE 100 : ET-0.7-8-PN  AVWF=IV
n=4,620min" (vv=45m/min) vi=62mm/min (fz=0.015mm/t) Eﬁf::d il

A UM Threading depth : 8mm LEZE D 7 Blind hole :

TIUR X TFIUZES Pilot hole dia. X Pilot hole depth : ¢ 3.4 X 12mm ‘
2J—5>/ N coolant : 77 JO— Air-blow

- 107 BXiE
K& Damaged on 10th hole - 1 @88
Conventional —~— )_' - The first
7NRBXxRE W 2EE
Damaged on 7th hole The second
0 10 20 30 40 50
-= 4 wr =
TRYIAVYESIV 50RMTHE G 1 0TI T BT
Epoch Thread Mill after threading 50 holes Conventional after threading 10 holes. 9

507.(7.‘"] I& B ﬁiﬁ‘ffﬁ E,I. ﬁ%' Machining up to 50 holes. NOT reached tool life.

02 *’}EEI \‘flﬂ)nbfﬂ ")DDI (M4x07) Threading of sintered HSS material (M4x0.7)

/) I/ Cutting conditions TRKwo

#HHEI#1 work material : HAP40(64HRC) AT E tool : ET-0.7-8-PN ALV
n=4,620min" (v=45m/min) vr=47mm/min(fz=0.025mm/*) -
RUIMIES Threading depth : 7mMm I=BT:: VN Through hole

TIUR X TGRS Pilot hole dia. X Pilot hole depth : ¢ 3.4 X 7mm
—S 2/ B coolant : IKANE Water-base

GF/ N1 R E - EE
TR ! ™ 2EE

The second

l

Provides machining even
on sintered HSS material!

0 10 20
IIHI*QLJ/HQ%I (/'-‘U Threading hole count (holes)

207( 7J|] I?& Bﬁﬁ‘im E.I- ﬁlé! Machining up to 20 holes. NOT reached tool life.

03 7°Ul \N— FVﬁfﬂo)h Ltﬂ U 7.‘"] I (M1 ZX1 75) Threading of pre-hardened steel (M12x1.75)

I/ Cutting conditions

15 E4#4 work material : CENA1(40HRC) {ERTIE 100 : ET-1.75-24-PN
n=3,537min"'(ve=100m/min) vi=311mm/min(fz=0.088mm/t)
RUINTRESE Threading depth : 22MmM 1EZE D 7T Blind hole

TIUR X TYGREE Pilot hole dia. XPilot hole depth © @ 10.5X28mm

=~ . e TRy A LwR=)L 300 7 UNTEOITERRE
T =32 I coolant : IKFAME Water-base S Epoch Thread Mill after threading 300 holes!




04 Zi“/blﬁﬁ@hbﬂ] ")7J|]I (M8X1 25) Threading of stainless steel (M8x1.25)

// Cutting conditions

#HHEHI#4 work material : SUS304 {EBATE 1oo : ET-1.25-20-PN
n=5,130min"(ve=100m/min) vi=277mm/min (fz=0.06mm/t)
USRS Threading depth : 20mm  LEZE D JX Blind hole

TR X TYGEL Pilot hole dia. X Pilot hole depth : @ 6.9 X 22mm TSR LYRS b 300 ST ADTERAE
I—S 2 B Coolant : KA water-base Epoch Thread Mil aftethreading 300 folco

3007.iI bu I & B ﬁﬁ{ﬁm E.Il ﬁ%! Machining up to 300 holes, NOT reached tool life.

05 Eiﬁ‘]?ﬁlﬁ‘ﬁ@hbﬂ]”ﬂﬂl (M6x1) Threading of superalloy (M6x1)

// Cutting conditions

tH2EIAF work material : € >/ 2% JL718(40HRC) inconel 718 {ERATE Tool : ET-1.0-12-PN
n=2,420min" (ve=35m/min) vf=56mm/min (fz=0.025mm/t)

RUINMNIERS Threading depth © 12mm 1EZE D I Blind hole

TR X RIGRE Piot hole dia. X Pilot hole depth : 5.1 X 15mm

I —32 b coolant : KA water-base (LY Z AL RS )L 25 SXINIHE DIEE IARE

Epoch|Thread Mill‘after, threading 25 holes 8

9‘7 57773‘|i| ﬁ&ﬂ f’ﬂ‘] %ﬁ'ﬁ&ﬂﬂ I E.I. ﬁ%! It is possible to thread superalloy which is difficult to tap.

06 IESHH (FIIERATOT5. 77V BE) DR UENY) AN T (MEX1) [freading of nonferrous (Auminium

LB // #EEIFE Work material © 77 JL=TE A7075. 777 U JLEHE Aluminium alloy A7075, Acrylic resin

; o fEATE 100 : ET-1.0-12-PN n=14,500min’ (ve=210m/min) v=540mm/min (fz=0.04mm/t)
Cutting conditions 33 T332 Threading depth : 12MM  LEZE DTN Biind hole 7R X TITGRE Pilot hole dia. X Pilot hole depth : 5 X 15mm

HEHIAT Work material ZIL=EE A7075 Auminium alloy A7075 72V )UHEIBE Acryiic resin
J—S>/ Coolant KB water-base TI77 70— Air-blow IKFBIHE Water-base T.77 70— Air-blow

ITE

Surface

F‘a'f i«% tﬁ-( #) _Ié.l_ ﬁ% ’Etﬂ]ﬂ I b\i.ll ﬁ%! High efficiency threading is possible even in dry condition

><7J<;§'|‘f~t@7—57I\7é1§ﬁﬁ§—§):tt$0%5R®5%)%[%EU’JDI@E?%5“§§'Q By using water-soluble cutting fluid, it is possible to obtain a glossy high-quality machined surface.
><7J</§'|!$(D7—5‘/#7&&%36{:&(1#@9DZL/‘yI~E)bt%lﬁ%ﬁ@ﬂﬂlbﬂﬁ‘é?‘io By using water-soluble cutting fluid, Epoch D Thread Mill can be used with same cutting parameters.
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Field data of Epoch D Thread Mill

IRyIDALYRINDINTEH

01 BEESMORSI+RUGVIMT (M3X0.5) S s

I/ Cutting conditions

15 El#1 work material : SKD11(60HRC)

I E 100 : EDT-0.5-7.5-TH

n=6,000min' (vv=45m/min) vi=53mm/min (fz=0.01 Tmm/t)
R UMIES Threading depth = 7.5mm 1L D 7T Blind hole

27—5 >/ B coolant : 77 70— Air-blow

tﬂﬁ“%ﬁsﬁ%ﬂﬁﬁfﬁ Cutting test evaluation method
- IBBEERUATSIT—I. REATS I —ITHRE.

Inspected thread and internal diameter using corresponding plug gauge after machining.
- MIRISEOAIQUATS I —IhE5 WSS T ERZFHIE
7% R%

When the thread plug gauge at the “go” side does not pass after machining, adjusted tool

diameter correction value
................ *ﬁ*%y* Non-conformant

*E*%W Conformant

0.25
g (23
F EAGEALYRIIL 807°H
% 0.2 Conventional thread mill with end cutting edge E
—~ > .
£ k5 ) _ 367H Broken at 80th hole
Eg WEETS557—JIEFEbfI7 o
] 5 “No-go” side of internal thread
ol o plug gauge fails at 36th hole.
s 015
e g
S$
s
M2
B, o4
RS
I11|L|K £
2 O . S — ] R —
2 NV Z D) R E===/¥ Epoch D Thread Mill
2 r o
g 1407 RAEAN] TATHE!
Capable of machining 140 holes that meet standards!
0
0 20 40 60 80 100 120 140 160

IMITRLTE G

Threading hole count (holes)

=58 THERmE LB L TR Fn!

Allows longer service life than conventional tool when machining hardened steels!

02 BARBOTRB +RULIIFRSIT (M8X1.25) Sypierecss resdng st on

I/ Cutting conditions F'

{HEl#1 work material : SKD61(45HRC)

{EFTE 100 : EDT-1.25-16-TH

n=2,820min"' (vv=55m/min)

vi=75mm/min (z=0.03mm/t)

A UINTES Threading depth : 16mm - LEZE D I Blind hole
—5 B Coolant : 77 T T— Air-blow

: 2wl K L_-

IRy DRALYRIIL 1507 UNT# DT EIRE

Epoch D Thread Mill after threading 150 holes.

1507V 0 T4 & ## #5545 FH =] gE!

Machining up to 150 holes, NOT reached tool life.



03 7OUI\_ l*“/ﬁﬁ@ﬁﬁ H_ + n l/‘tD U IE.IH#DUI (M4XO7) Simultaneous threading and drilling on

pre-hardened steels (M4x0.7)
tﬂ#?/sﬁ/# // Cutting conditions

5 El#7 work material : NAK80(40HRC)

AT E 100 : EDT-0.7-10-TH

n=5,650min"' (ve=55m/min)

vi=75mm/min (fz=0.0 15mm/t)

A UINIERTSE Threading depth © 10mm  LEZE D JT Blind hole
9—S>/ I coolant : T JO— Air-blow

IRy DRLYRZ)L 4007 T# DT EIREE

Epoch D Thread Mill after threading 400 holes.

40071 1N 1% & # 5% {5 FH =] gE!

Machining up to 400 holes, NOT reached tool life.

04 RFULASMORSI+RUHIIEEITI (MAX0.7) Sovanens sy "
BRI // Cutting conditions

#REI%F work material : SUS304

fEATE 100 : EDT-0.7-10-TH

n=3,600min"' (ve=35m/min)

vi=49mm/min (fz=0.0 15mm/t)

RUINILERS Threading depth : 10mm 1EEE D 7T Blind hole
2—S 2/ b coolant : GBI Water-base

TRy DALYRZ)L 600 7N I# DI EIRRE
Epoch D Thread Mill after threading 600 holes.

6007V N T & ## #5% {5 FH »J gE!

Machining up to 600 holes, NOT reached tool life.

05 9"9?%@0)7(&”""13 l/ﬂ] U IE.IH#I"]I (M4x07) Simultaneous threading and drilling on

titanium alloys (M4x0.7)

tﬂé?/éﬁ# // Cutting conditions

1 BEl#4 work material = Ti-6Al-4V

AT E 100 : EDT-0.7-10-TH

n=3,600min"' (ve=35m/min)

vi=49mm/min (fz=0.015mm/t)

A UBNIES Threading depth : 10mm  1EZE D I Blind hole
22—/ N Coolant : IKBME Water-base

IRyIDALYRIIL 64 TUNT#DOTEIREE

Epoch D Thread Mill after threading 64 holes.

29I RBEF 2 AEETREL TINI R EE!

Threading titanium alloy which is difficult to tap is possible without a pilot hole.
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Technical data

O DOv7377IdsEUMEBOMIER

Field data involving machining a die structural component using a long neck type -

Point(Q) > EgoiT Point®@ > 7EoiT

Inner wall machining

Bore end machining

tIb<FDHFH R L

Improves chip evacuation

T4 % [O);gt

Avoids interference

Point®) > RUtIb+HEED

Threading + Chamfering

NV, QULLOZERZDEWLINT

Burr and deformation-free threading

I/ Cutting conditions

#HEl4% work material : FCD600

{EATE 100 : EDT-1.75-42-TH

n=3,000min"' (ve=85m/min) vi=135mm/min (fz=0.045mm/t)
R USRS Threading depth :020mm ®30mm ®42mm

=32 b Coolant : KA PIBREGIMH Water-base (internal)

EB%@,JI]I Inner wall machining

EROE TR TRTFSLCLEIBE THoTHOVIRYIESIE T

= Interference interference
jJ[] T oJgg.

Allows machining with long-neck tools in cases in which a conventional under neck
length would lead to interference.

TR OvIzrvy

Conventional Long neck

ﬂﬁﬂ)ﬂﬂl Bore end machining

WERTIFID L FOHHMEICHEDSHDIMNT TH. OVIRYIFSIERELCINTIHEIEE,

Chip evacuation is poor when machining with conventional tools. Long-neck tools allow
consistent machining.

B B

Poor chip evacuation

PR RF!

Good chip evacuation

]

LECESIL - FCDB0O 137N RO T EIRE EEIREGRL . 5
The photos above show tool conditions after machining 13 holes in FCD600 (no abnormal damage). ?‘EE aOvoxwvo
Conventional Long neck

19 Ut}J D +EE¥D Threading + Chamfering !

|
HIODTEDN2HCOEYFUVIINTRIC. DALYRIIVZRAWLSIET. :
|

RUIZEZEF S B EF<EEDHAEE,

Allows chamfering without deforming thread profiles using a D Thread Mill

after centering with DN2HC-ATH. : ;
DN2HC-ATH D43F# oN2HC-ATH features r » —

- BOHRCL L DEBEEOMTICE L THESS! =
- EEOINTZNCICKDBEENE!

-Provides long service life, even when machining hardened steel!
(60HRC and above)

-Allows chamfering automation using NC! FHAITE5 >

V) DRLYEREIL
Centering RALYIOINT
D Thread Mill, threading




O EDT PT-NPTRUR®IIMIZEH

Field data of pipe threading with EDT-PT

for PT,NPT Threads

I/ Cutting conditions

1 El%4 work material : STAVAX (50HRC)
57[:37‘ 75 952 D {qugBQﬂUI Machining of sunk head plug mounting part

{EATE 100 : EDT-PT1/4-28-ATH
n=2,600min' (vv=65m/min) vi=128mm/min (fz=0.04mm/t)
27—/ I coolant : T JO— Air blow

7375 ° IJlu‘I'\Hi D {lejgﬁo)ﬂuI Machining of coupler/elbow mounting part

{EATE 100 : EDT-PT1/8-19-ATH
n=3,600min' (vv=65m/min) vi=139mm/min (fz=0.029mm/t)
27—/ I coolant : T JO— Air blow

PointQ) RFEMI&E Point®@) (FHHL\OFEE

High-quality machine surface Fit adjustment
v TICKDEARUNI CHRBELZE DM SO EERICIKDFRDZLVERRUNMIZNCIE,
BRNBLLEICRHRA, HCHHEEREDHLTIIOTEE,

Helps prevent fluid leaks from joints, a common issue when tapping pipe threads. Enables NC machining of pipe threads instead of relying on experience.

Allows anyone to machine for correct fitting.

I’-ﬁwgnzuwhE"’ "‘;;E&?E-NG Toofarin-l

- e Epoch D Thread Mill %

: . /?L\FBD NG Protruding
P BLNDEL i

: E!@Uﬂﬂlﬁ . iEI_E :Just right

— Good finished surface

LK without tear

No stop marks

—ARENIE T v T General tap

e | BLNPTL
ANTI—OBHFE
Tears easily and
stop marks occurred

ADTENG ZIENG

Too far in Not in far enough Just right

%iﬁfgﬁwﬂ 5 L-,’+n l/t)J U Iﬂ H#bu I (PT% 6'28) Simultaneous threading and drilling on hardened steel (PT"4¢-28)

tﬂﬁ?/*/# // Cutting conditions

fEI#4 work material : STAVAX(52HRC)
fEATE 100 : EDT-PT1/16-18-ATH
n=3,600min"' (ve=55m/min)
vi=94mm/min (fz=0.024mm/t)
RUINIERS Threading depth : 16mMm
27—S >/ B coolant : T77 J 00— Air-blow

ik T i =

TRy DALYRI)L BOTUNT# DT EIREE
Epoch D Thread Mill after threading 50 holes.

507V 0 L& & #E#i{E M o] fe!

Machining up to 50 holes, NOT reached tool life.
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Trouble shooting

RUROILARICDOVT -

Regarding thread diameter expansion/contraction

WHIAM P TEEFRECIHU T, BYETERMIEZITOCTIIEE L FEBANDTEEMMHEIE
EQANTSNCTERLEEL,

Suitable tool diameter correction should be performed according to the work material and tool wear condition. Also, please be careful not
to forget to input the tool diameter correction value into the machine.

NOEISEDICONTTEBEDLBV(FINTLS)

Dimensional accuracy worsens when moving toward the bottom of the hole (deflection)

ADYRZIVEMNIHEEDRFE £, NORISEDICONTEDENHKELLEDET,
HENONMEVWSHEELTRUZINLITBICE. EOhvhDRERFZEENHDET,

A characteristic of the thread milling method is that tool deflection increases as the tool progresses toward the bottom of the hole.
It may be necessary to perform zero cutting in order to perform high-accuracy thread milling with low deflection.

TEIFEICDOWNT

Regarding tool breakage

ITEWREVTITEDREZ NI TINLT I AEMRNTT . Fle, MUTTRREELHERLEYIDOLTF
DRETDHER(E. IO TFEEIDICKDITENEZISNT T, TDHEEFIHIREZ LIFTINLT
I3&E. UDOLKFHHNK BT NIEZE NS ENHDF T,

As a countermeasure against tool breakage, performing processing with a reduced feed rate is effective. In addition, when processing

with tool extended or when large rough cutting chips are produced, breakage due to chip clogging should be considered. In such cases,
if processing is performed with a higher cutting speed, the cutting chips will be broken into smaller bits which may improve conditions.

ELEEDEWVICL DD TIREOE(L KEFMDINGHIF +RUIIDERINT(M8XP1.25)

Changes in cutting chip conditions due to different cutting speeds; Simultaneous boring and thread milling (M8 x P 1.25) of carbon steel

Lo 1B ) 3%

Cutting Speed

ERMNCTOI S LERY TR EDIERENANCTOIS LHERICEELIENY

The NC program created using MOLDINO's NC program creation software doesn't work properly.

CEASNIEMICKIOTIETOISZVI I—ROREDGEDHDET
BFHCTIDHEMAX—D—(CFFRZBEVEHELEE L,

There are differences in the programming code for the machine being used. Please contact the machine manufacturer for details.

INIRIGEIFFURICDWNT

Regarding upper limit on machinable thread diameters

IRyIDRALYRIIVIENG TN T ZRRFICITST28. SHEDC D 1.68 B =B DEDRLLID
NI TEFBADTTERLIEE V. IRYIALYRI)VIFHFT EBRIEHDOFE Ao

Fle SV FVIRICEHU TVWBDIFUORLDBINE Y A XDRUENLUIISE . RURZARIC
RESDFRET DEREED G DIcHTERLLIEE L,

B : ET-2-40-PN (M16X2 ) TM14x2 ZjilT

Please note that since the Epoch D Thread Mill performs boring simultaneously, it cannot perform thread milling for diameters of more
than 1.68 times the tool diameter DC. There are no particular similar limitations on using the Epoch Thread Mill.

Also, please be aware that if screws of a size smaller than the thread diameter described in the line-up table are processed, there is a
possibility of malfunctioning the screw shape.

Example) Threading M14x2 with ET-2-40-PN (designed for M16x2)




ERHLEDER

Cautions on use

o IE@%UEE(COL‘T About tool feed rate

ANUBIVHEEICKDRUEIDIIIClE. YIEIRA >~ COXEDEREICGZ#HZENITIER D1 _ D C

IDDEDREZROFT T, AIC. TERDDEDEREDSERZRLET . V= fZ X 7% N X

PT - NPT QUADRELBIFHEE. ITAREFRANRS (B TR) [CBIFBFEUR D D1

EEEICEHUTVET, ) .

fl) EDT-PT1/8-19-ATH (C&3 PTY%RUHIOMNT vi 1 T—TJIUEDEE Feed rate  (MM/min)
D1=9.728(D1) =19 (B TR)XVs(1aLT—/(H)=8.5405 fz : 1 HEDE Feed per tooth (mm/1)

When performing thread milling by helical interpolation, the cutting point feed rate should be z . }J%ﬂ No. of flutes

multiplied by a coefficient to determine the tool center feed rate. _ )

The equation for calculating the tool center feed rate is shown at right. n @Eﬁ;ﬂ Rotation (min")

‘g:g;tg]r;d:]gicﬁtijrggglgecr?]r;iii?:;fg;;‘rl; (annéjdl(\l::':'];?r:a)eéds are calculated based on the thread diameter D1 [@U‘?% Thread diameter (mm)

Example) Thread milling PT% with EDT-PT1/8-19-ATH DC : 9442 Tool diameter (mm)

D1'=9.728 (D1) -19 (under neck length) x ¥ (thread taper angle) = 8.5405

O ITBFEHIEICDULVT Abouttool diameter correction

ADYRZIVTHIIUIcHRUDIN IR, TEDchH P TEEFICKD. /T DleHHBEDNEFIBENHOFET, ZDHESFIE. P.7I1C
SEHOREEE ZTERFHEBCIMKUINIZITOCET, MIRZREEIDIENTHETT,

The internal thread machining diameter with thread mill may need to be adjusted if reduced by wear and tool deflection.

In such cases, the machining diameter can be adjusted by considering the adjustment amounts*! described on Page 7 to the tool diameter correction value.

EDT-1.75-30-TH T M12x1.750iT TEHRLEEDNCTOIS L THRIEROES

Example: Machining an M12 x 1.75 thread with EDT-1.75-30-TH when tool centerline datum NC program prompts a radius
57\\?% Tool Dia. : DC=9.0. IEJ%?ﬁIEﬂE Tool diameter correction value : 4.5, IE?%?%IE{IE(D%%% Adjustment amount of tool diameter correction value - 0.060

MITEMEN RIVS, EOS— S @A TEEFIE Bz > MIRBIEK IV, EOY —ViEBTEE
Machined diameter contraction, Bolt or go gauge doesn't pass through Adjust tool diameter correction value™2 Increased machining diameter, Enables bolt and go gauge to pass through
TEZEMIEE: 45 TERHIEE : 4.5—0.060=4.44 TEEMIEE : 4.44

Tool diameter correction value Tool diameter correction value Tool diameter correction value

=

TEEFEDET - tHEETDIEA

Progress of tool wear and increase in cutting resistance

— MI&DHRALR—]

Internal thread diameter actually machined

1 FEERHITSEB/ELTTHRALEE L, FARERKIBIIS2HRORQLB LV JIS2BIRHRLICHITD. BHERFEED75%ZERICRELTHBDET,
x2 TERWIEEZREEE. BORIVN B0S—IENBERT LML IEE k. BERBEZMKLTIEEL,

*1: Use these adjustment amounts only as guidelines. The adjustment amounts are set for an effective diameter tolerance of 75 % with former JIS Class 2 and JIS Class 2B internal threads.
*2: Make further adjustments if the bolt or go gauge still doesn't pass through after adjusting the tool diameter correction value.

O 7—57|‘ (:'DL ‘—( About coolant

cRICRIF—HEDOI—SUMRETIESFMDENDEO T, NTEMUZETY
DEBIKBEVIRRDERN T I HIEIRIRIFEID S THEHEDREL CLE B Ao
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* The first recommended coolant shown in the table tends to have the superior tool life. When priority is given to A
finished surface quality, water-soluble cutting fluids are effective. Oil-based cutting fluids are not suitable because
they degrade chip removal characteristics. \+ D IIR
+ The holder should grip the tool shank so that the holder does not block the hole and the shank projection amount is N | nl1~2 {n
1 to 2 times the shank diameter. The coolant nozzle should then be positioned so that the coolant will reach the i . =
bottom of the hole. In addition, coolant pressure should be adjusted so that it removes cutting chips. If the setting H 1to 2 times
is bad, cutting chip clogging may lead to flute tip damage or tool breakage. shank diameter

+ Since there is a risk of cutting chips getting inside the machine, when using tools equipped with oil holes, be sure
to perform processing using the oil holes.

WAl = EDT
Work material T 70— Airblow | ZKFAME Water-base | 77 T T— Air-blow | KA water-base
JRANGE - TUN\—RER
TE4 - 8% - RE ©) O o “

Hardened steel, Pre-hardened steel
Tool steel, Cast iron, Carbon steel

Zj_"JlJXﬂﬁ X (N/A)

Stainless steel

O X (N/A O
7 PN N il O: BE—HER  First recommended
T e X (N/A) © X (N/A) © O: BT Second recommended
@)

Super heat resistant alloy, Titanium alloy

= = Ay i
FIL=E% - Has - BilE o HEop{K ™MEM  Tendency to decrease tool life
Aluminium alloy, Copper alloy, Resin X . JEHEEE  Not recommended

X (N/A) O
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The diagrams and table data are examples of test results, and are not guaranteed values.
“MOLDINO” is a registered trademark of MOLDINO Tool Engineering, Ltd.
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B Attentions on Safety
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1. Cautions regarding handling
(1) When removing the tool from its case (packaging), be careful that the tool does not pop out or is
dropped. Be particularly careful regarding contact with the tool flutes.
(2) When handling tools with sharp cutting flutes, be careful not to touch the cutting flutes directly with
your bare hands.

2. Cautions regarding mounting
(1) Before use, check the outside appearance of the tool for scratches, cracks, etc. and that it is firmly
mounted in the collet chuck, etc.
(2) If abnormal chattering, etc. occurs during use, stop the machine immediately and remove the cause
of the chattering.

3. Cautions during use

(1) Before use, confirm the dimensions and direction of rotation of the tool and milling work material.

(2) The numerical values in the standard cutting conditions table should be used as criteria when starting
new work. The cutting conditions should be adjusted as appropriate when the cutting depth is large,
the rigidity of the machine being used is low, or according to the conditions of the work material.

(3) Cutting tools are made of a hard material. During use, they may break and fly off. In addition, cutting
chips may also fly off. Since there is a danger of injury to workers, fire, or eye damage from such
flying pieces, a safety cover should be attached when work is performed and safety equipment such
as safety goggles should be worn to create a safe environment for work.

(4) There is a risk of fire or inflammation due to sparks, heat due to breakage, and cutting chips. Do not
use where there is a risk of fire or explosion. Please caution of fire while using oil base coolant, fire
prevention is necessary.

(5) Do not use the tool for any purpose other than that for which it is intended.

4. Cautions regarding regrinding
(1) If regrinding is not performed at the proper time, there is a risk of the tool breaking. Replace the tool
with one in good condition, or perform regrinding.
(2) Grinding dust will be created when regrinding a tool. When regrinding, be sure to attach a safety
cover over the work area and wear safety clothes such as safety goggles, etc.

(3) This product contains the specified chemical substance cobalt and its inorganic compounds. When
performing regrinding or similar processing, be sure to handle the processing in accordance with
thelocal laws and regulations regarding prevention of hazards due to specified chemical substances.
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MOLDINO Tool Engineering, Ltd.

At T130-0026 RRHEAXMWEA-31-11(Ea1—UvImELE)L8RE)

2@ 03-6890-5101 FAX 03-6890-5134
International Sales Dept.: & +81-3-6890-5103 FAX +81-3-6890-5128

BHEZES ®03-6890-5103 FAX03-6890-5128 E%

EsmM=E3PT  ®054-273-0360 FAX054-273-0361
ZHEEX B®052-687-9150 FAX052-687-9144
KBrEZ%PT B 06-7668-0190 FAX06-7668-0194
hEZEr @ 082-536-2001 FAX082-536-2003
NNESEFT ®092-289-7010 FAX092-289-7012
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EXPEE ®036890-5102 FAX03-6890-5134

RR=E%PT 0368905110 FAX03-6890-5133
RibE%pr 0222085100 FAX022-208-5102
HimE%PT ®0268-87-1224 FAX0258-87-1158
REIRERAT T®0294-88-9430 FAX0294-88-9432
REFEZER @®0268-21-3700 FAX0268-21-3711
JtEEREZPT @®0276-59-6001 FAX0276-59-6005
#HE)E%m ®046-400-9429 FAX046-400-9435
3—0v/{,/MOLDINO Tool Engineering Europe GmbH Itterpark 12, 40724 Hilden, Germany. TEL : +49-(0)2103-24820, FAX : +49-(0)2103-248230
1 [/ MOLDINO Tool Engineering, (Shanghai) Ltd. Room 2604-2605, Metro Plaza, 555 Loushanguan Road, Changning Disctrict, Shanghai, 200051, CHINA TEL:+86-(0)21-3386-3058, FAX:+86-(0)21-3366-3050
77 XU 73,/ MITSUBISHI MATERIALS U.S.A. CORPORATION 41700 Gardenbrook Road, Suite 120, Novi, MI 48375-1320 U.S.A. TEL : +1(248)308-2620, FAX :+1(248)308-2627
A4 /MMC METAL DE MEXICO, S.A. DE C.V. Av. La Cafiada No.16, Parque Industrial Bernardo Quintana, EI Marques, Querétaro, CP 76246, México TEL : +52-442-1926800
JSY)b./ MMC METAL DO BRASIL LTDA. Rua Cincinato Braga, 340 13° andar.Bela Vista - CEP 01333-010 So Paulo - SP ., Brasil TEL : +55(11)3506-5600 FAX : +55(11)3506-5677

5 A/ MNC Hardmetal (Thailand) Co. Ltd. MOLDINO Division 622 Emporium Tower, Floor 22/1-4, Sukhumvit Road, Klong Tan, Klong Toei, Bangkok 10110, Thailand TEL:+66-(0)2-661-8175 FAX:+66-{0)2-661-8176
4~ R/ MNC Hardmetal India Pvt Ltd. H.0.: Prasad Enclave, #118/119, 1st Floor, 2nd Stage, 5th mein, BBMP Ward #11, (New #38), Indusiral Suburb, Yeshwanthpura, Bengaluru, 560 022, Kamatake, India. Tel  491-80-2204-3600
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