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¥ Thread Milling

Systems for Circular Thread Milling

Pnlqmll.l.

Our bestseller system allows threading and/ or
circlip grooving in high precision.

The polygonal connection of insert and milling body impro-

ves the efficiency and precision of the process significantly:

* Longer tool life

* Higher machining volume

* Higher feed rates

* Shorter processing times

* High stability

* High security at interrupted cutting

wicCUT

Smooth cutting and low cutting pressure results in
high surface quality and long tool lifes. A conical positi-

on of insert pocket guarantees stability of the tool shaft.

Further advantages are the radially back ground th-
read profile, exiremely high wedge angle, a more stable
cutting edge as well as a positive rake angle.

The optimum application area

are fine threads and/or very short

thread lengths.

* Thread milling with undercut

* Thread milling
* Drill thread milling

Multi tooth thread milling cutters, ideal for short thread,
small gradients lengths and very rigid clamping of
workpiece and cutter.
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TnllNLL

Affordable and flexible system for short processing
times and long tool lifes.

* Deep, true to gauge threads
* Accurate free-form contours
* Accurate grooving

Bottom threads can be cut almost
to the bottom without undercuts.
By using the same pitches,

the storage and acquisition costs
decrease also.

solidCUT

Extensive range of solid carbide thread milling cutters.

* Spiral-grooved grooves

* Soft cut

* Excellent surface qualities

¢ Also for thin-walled workpieces

* A tool for right- and left-hand
threads

* Unbeatable in
price / performance

mimaticS TC

Sectional thread milling for high-quality
large threads from M24.

STC-1 with 10 edges

Biggest advantage for any long
threads from M24: A shorter process
time compared to cutters with inserts
and easier assembly.
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Symbols

Trio-Cot Type designation

12

pIN 1835] Steel shaft without clamping surface

Form A

pIN 1835] Steel shaft with Weldon clamping surface

Form B

DIN 6535 Solid carbide shaft without clamping surface

Form A

Solid carbide shaft with Weldon clamping surface

DIN 6535
Form B
Cutter with tightening thread
@ min. | Smallest necessary bore-diameter
8 mm

Internal coolant supply

.@‘
Q .
0 .

Number of inserts

@

Short Descriptions

Alpha (o) Point angle of milling insert
A Groove width

A Basic width in the Groove

Bfe Insert holder width of axial grooving tool
BH7 Groove width of axial grooving tool

Bw Tool width of axial grooving tool

C Chamfer width

D Cutting diameter

di Milling body diameter (front)

d2 Large diameter of milling body

dgo Fitting face diameter of threaded milling tool
Dhe Shaft diameter of milling body (Arbor)

Dr Flight circle of insert

Dr Nominal diameter of concave radius insert
E Width blank insert

Formula for Tool Lengths

i

Full form

b

Partial form

ST

DIN
13

Hep
Hs

L
L2

LHA
Lp1
Lp2
Lpr
Ls
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Thread standard

Thread with undercut (Trio-Cut)

for right- and left hand internal thread
for left hand thread modify your NC-program!

for right- and left hand external thread
for left hand thread modify your NC-program!

Full form thread milling

Partial form thread milling

Point angle

Thread standard

Width of trailing chamfer

Insert height

Slider height (Axial grooving tool)

Lenght of milling tool

Clamping lenght of milling tool

Lenght of step milling head

Usable thread length at the multi-tooth thread milling
Holder lenght

Insert height of milling body - edge
Insert height of edge - interfering contour
Lenght of fitting face

Shaft lenght — clamping lenght (Depth)
Thread size

Pitch

Radius (general / common)

I'WKZ= I'GK+ I"I + I'P'I (+I'P2)
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solidCUT
Table of Content

Metric Internal Thread

M Full form 60°
Q

Metric Internal Fine Thread
MF Full form fé)"
Whitworth Pipe Thread
G Full form fg“
British Standard Whitworth Thread
w Full form féi“

British Standard Fine Thread

BSF Full form %‘L}“

Unified National Coarse Thread
UNC Full form 6(8"

Unified National Fine Thread
UNF Full form (‘JO(L)Q

NPT Thread

NPT Full form 6(8° Cone
1:16

Technical Data

50

Type

Thread milling cutter
Fixed dimension
with chamfer

Solid Carbide Thread
Milling Cutter

Thread milling cutter
Fixed dimension
Universal

with chamfer

Thread milling cutter
Fixed dimension
Universal

with chamfer

Thread milling cutter
Fixed dimension

Thread milling cutter
Fixed dimension

Thread milling cutter
Fixed dimension
with chamfer

Thread milling cutter
Fixed dimension
with chamfer

Thread milling cutter
Fixed dimension
with chamfer

Thread milling cutter
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Thread Page
range
M3 - M20 51
M3 - M20 51
M3 -M12 60
M5 - M20 52
from M10 & P=0,5 52
M8 - M20 53
1/16"-1/2" 53
1/4"->1" 54
1/16"-5/8" 54
5/16"-5/8" 55
5/16"-5/8" 55
1/4"-1/2" 56
1/4" - 3/4" 56
1/4"-1/2" 57
1/4" - 3/4" 57
1/16"-3/4" 58
1/16"-3/4" 58

Information about circular thread milling

Cutting data reference values

59
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° ° ° ° ° Tool Systems
solidC LT Solid Carbide Circular Thread Milling Cutter
B Fixed dimension type
B Cutting Data see page 166
L,
Ls Ls Py
M | DIN @ N — . gl
F— ——— — == == 4
13 | 2xD \ NV & -
P
IR/IL IJ_I 60° L
e
P D L L1 LG Number dh6 Number Internal
Thread
mm mm mm mm  ofteeth mm of edges coolant
M3 0,5 2,4 42 7,0 6,5 14 4 2
M4 0,7 3,15 55 9,8 9,1 14 ) 3
M5 0,8 4,0 55 12,0 11,2 15 6 3
Mé 1,0 4,8 55 14,0 13 14 6 3
M8 1,25 5,95 60 1875 17,5 15 6 3 v
M10 1,5 795 70 22,5 21 15 8 3 v
M12 1,75 99 75 28,0 26,25 16 10 4 v
M14 2,0 11,6 85 32,0 30 16 12 4 v
M16 2,0 11,95 85 36,0 34 18 12 4 v
M18 2,5 13,95 90 42,5 40 17 14 4 v
M20 2,5 15,95 90 42,5 40 17 16 4 v
L,
B Chamfer type L L,
B Cutting Data see page 166 Lle_

Figure 1:
Chamfer on the shank

o | T2

3 ;{:{ e e

M [ DN
2xD .
13 “‘ d Figure 2:
"ﬁl © Chamfer on the face
IR/IL |_|_| 60° N =
nd
Order No.
P [Bx0E2 L L1 L2 LG Number dh6 d2  Number Internal
Thread
mm mm mm mm mm of teeth mm mm  of edges coolant

M3 0,5 2,4 42 70 76 6,5 14 4 3,3 2 1

M4 0,7 3,15 55 980 11,03 91 14 6 4,3 3 1

M5 0,8 4,00 62 12,70 13,35 11,2 15 8 5,3 3 1

Mé 1,0 4,80 62 14,00 15,55 13 14 8 6,3 3 1

M8 1,25 6,50 74 1875 20,60 175 15 10 8,3 3 v 1

M10 1,5 795 80 22,50 24,80 21 15 12 10,3 3 v 1

M12 1,75 990 90 28,00 30,60 26,25 16 14 12,3 4 v 1

M14 20 11,60 100 32,00 34,85 30 16 16 14,3 4 v 1

M16 20 11,95 90 3760 34 18 12 4 v 2

M18 2,5 1395 110 3750 41,40 40 17 20 18,3 4 v 1

M20 2,5 1595 100 44,00 40 17 16 4 v 2
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solidC LT Solid Carbide Circular Thread Milling Cutter
= Fixed dimension type
B Cutting Data see page 166 L,
Ls . Ls
—1.P%
DIN
MF 13 | 2xD o frsofrsabsrse =T ©
IR/IL IJ_I 60° P
! ﬁ“ﬁ L
-
Order No.
P Dy L L1 LG Number dh6 Number Internal
Thread
mm mm mm mm mm  ofteeth ~mm of edges coolant
M5x0,5 0,5 4,0 55 11,5 11 23 6 8
Mé6x0,75 0,75 4,8 55 14,25 13,5 19 6 3
M8x 1 1,0 5,95 60 19,0 18 19 6 3 v
M10x1 1,0 795 70 21,0 20 21 8 3 v
M10x1,25 1,25 795 70 21,5 20 17 8 3 v
M12x1 1,0 99 75 27,0 26 27 10 4 v
M12x1,25 1,25 99 75 27,5 26,25 22 10 4 v
M12x1,5 1,5 99 75 27,0 25,5 18 10 4 v
M14x1 1,0 11,6 85 31,0 30 31 12 4 v
M14x1,25 1,25 11,6 85 31,25 30 25 12 4 v
M14x1,5 1,5 11,6 85 31,5 30 21 12 4 v
M16x1,5 1,5 11,95 85 34,5 33 23 12 4 v
M18x1,5 1,5 13,95 90 42,0 40,5 28 14 4 v
M20x1,5 1,5 15,95 90 42,0 40,5 28 16 4 v
B Universal type
B Cutting Data see page 166 L,
Ls L
.P%
DIN
MF 13 | 1xD o frzscfinsirsooef——l @
IR/IL |_|_| 60° P
e L
Order No.
Thread P [z L L LG Number dh6 Number Internal
from mm mm mm mm mm  ofteeth ~mm of edges coolant
M10 0,5 795 70 12 11,5 24 8
M11 0,75 795 70 12 11,25 16 8
M12 1,0 995 75 16 15 16 10
M14 1,0 11,95 85 20 19 20 12
M18 1,0 15,95 90 25 24 25 16
M22 1,0 19,95 110 32 31 32 20
M14 1,5 995 75 16 15 11 10

M16 1,5 11,95 85 20 19,5 14 12
M20 1,5 15,95 90 25 24 17 16
M24 1,5 19,95 110 32 31,5 22 20
M16 2,0 11,95 85 20 18 10 12
M20 2,0 1595 90 25 24 13 16
M24 2,0 1995 110 32 30 16 20
M24 3,0 1595 90 27 24 9 16
M27 3,0 19,95 110 32 30 11 20

g 0000 A O 0 AN O AN W W
SN N N N N N N N
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soliad LI Solid Carbide Circular Thread Milling Cutter

= Fixed dimension type
B Cutting Data see page 166

ﬁ:
Lo |2
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Figure 1:
Chamfer on the shank

ME I DIN . -
2xD -, 0 d / Figure 2:
13 'ﬁ === Chamfer on the f
‘.'l S ,= amfer on the face
IR/IL |_|_| 60°
by
Order No.
p Doz L L L2 LG Number dhe d2  Number Internal
Thread
mm mm mm mm mm mm  of teeth mm mm  of edges coolant
M8x 1 1,0 595 74 19 21 18 19 10 8,3 3 v
M10x1 1,0 8,0 80 22 2395 21 22 12 10,3 3 v
M10x1,25 1,25 795 80 225 246 21,25 18 12 10,3 3 v
M12x1 1,0 99 90 27 29 26 27 14 12,3 4 v
M12x1,25 1,25 99 90 275 296 2625 22 14 123 4 v
M12x1,5 1,5 99 90 27 29,25 25,5 18 14 12,3 4 v
M14x1 1,0 11,6 100 31 33,15 30 31 16 14,3 4 v
M14x1,5 1,5 11,6 100 31,5 339 30 21 16 14,3 4 v
M16x1,5 1,5 1195 90 36,05 &3 23 12 4 v
M18x1,5 1,5 14,0 110 39 42,2 375 26 20 18,3 4 v
M20x1,5 1,5 1595 100 45,05 42 29 16 4 v
= Fixed dimension type
B Cutting Data see page 166
L,
L
: Lol py
R J
G DIN lﬁ\ b4 gpo—== é - === v + o
228/1 || 2xD 7 S EJ===== PIVTVYYY
Al
IR/IL |[AR/AL IJ_I 55° -
b L
Thread Pitch/" D=0.02 L L1 LG Number  dh6 Number Internal
mm mm mm mm ofteeth ~ mm of edges coolant
G 1/16" 0907 28 5,95 60 16,33 15,42 18 6 5] v
G1/8" 0907 28 795 70 20,8 20,86 24 8 3 v
G 1/4" 1,337 19 99 75 280 26,74 21 10 4 v
G3/8" 1,337 19 13,95 90 41,45 40,11 31 14 4 v
G1/2" 1,814 14 15,95 90 43,5 41,72 24 16 4 v
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solidC LT Solid Carbide Circular Thread Milling Cutter
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E Universal type
B Cutting Data see page 166

G DIN |
228/1| 1xD :
IR/IL |[AR/AL IJ_I 55°
2 %
Order No.
Thread P ' . D002 L L1 Lc Number  dh6  Number Internal
Pitch/’
from mm mm mm mm mm  ofteeth ~ mm  of edges coolant
G1/4-3/8" 1,337 19 9,95 75 16,0 14,71 12 10 4 v
G1/2-7/8" 1,814 14 15,95 90 25,4 23,58 14 16 5 v
>G 1" 2,309 11 19,95 110 2,8 30,02 14 20 5 v
B Chamfer type
B Cutting Data see page 166 L,
L L,
el
= = Figure 1:
() SN | e W= - =
‘Q @J o] FEEEE st e 1 < Chamfer on the shank
P
o
L ASS
G || DIN |, S qure 2:
xD - d Figure 2:
2281 'vﬁ‘l o Chamfer on the face
N e
IR/IL |[AR/AL IJ_I 55°
£ 4
+0,02
Thread P Pitch/" D L L1 L2 LG Number dhe d2  Number
mm mm mm mm mm mm  of teeth mm mm  of edges
G1/16" 0907 28 6 74 16,3 18,1 1542 18 10 8,0 8] 1
G1/8" 0907 28 795 80 21,8 235 2086 24 12 10,0 3 1
G1/4" 1,337 19 99 100 28,0 30,8 2674 21 16 13,5 4 1
G3/8" 1,337 19 1395 90 37,5 34,76 27 14 4 2
G1/2" 1,814 14 1595 100 46,75 43,54 25 16 5 2
G5/8" 1814 14 1795 110 51,0 47,16 27 18 5 2
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solidC LT Solid Carbide Circular Thread Milling Cutter
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= Fixed dimension type
B Cutting Data see page 166

P4
N
BSW| DIN \{# ] ®
' SN
228/1| 2xD .
IR/IL IJ_I 55°
vl
Order No.
Thread P Pitch,/" D002 L L1 LG Number dh6 Number Internal
mm mm mm mm mm ofteeth mm of edges coolant

5/16" 1,411 18 6,0 60 19,75 18,34 14 6 3 v
3/8" 1,588 16 595 60 20,60 19,06 13 6 3 v
7/16" 1,814 14 795 70 23,60 21,77 18 8 B v
1/2" 2,117 12 795 70 23,30 21,17 11 8 3 v
5/8" 2,309 11 990 75 30,00 2771 13 10 4 v
B Fixed dimension type
B Cutting Data see page 166
Ph
D
[Z < r———-— [
7] o K- Y
IR/IL |_|_| 55°
d
Order No.
Thread P Pitch,/" (3082 L L1 LG Number dh6 Number Internal
mm mm mm mm mm ofteeth mm of edges coolant
5/16" 1,155 22 595 60 19,6 18,48 17 6 3 v
3/8" 1,270 20 5,95 60 190 1778 15 6 3 v
7/16" 1,411 18 795 70 22,6 21,17 16 8 8 v
1/2" 1,588 16 795 70 23,8 22,23 15 8 3 v
5/8" 1,814 14 990 75 290 2721 16 10 4 v
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soliad LI Solid Carbide Circular Thread Milling Cutter

= Fixed dimension type
B Cutting Data see page 166
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PY%
RN d
UNCASME, N -
B 1.1] 2% N
IR/IL IJ_I 60°
vl
Order No.
Thread Pitch,/" D002 L L1 L Number dhé6 Number Internal
mm mm mm mm  ofteeth mm of edges coolant
1/4"-20 1,270 20 4,8 55 14 12,7 11 6 3
5/16"-18 1,411 18 5,95 60 197 18,34 14 6 3 v
3/8"-16 1,588 16 7,6 70 23,8 22,23 15 8 3 v
7/16"-14 1,814 14 795 70 23,6 21,77 13 8 3 v
1/2"-13 1,954 13 99 75 293 27,36 15 10 4 v
B Chamfer type L
B Cutting Data see page 166 L, L,
[ L G _Aﬂ
’4 E‘ﬁ\ G20 | e e T © Chaner o the shank
INg¥ \d @:’ o *—'—f—' = FEEI == E amfer on the shan
J P
e
L RSN
L
UNGCRSME ,
2xD R d / Figure 2:
B1.1 # o T = §=E S e S Chamfer on the face
S =
IR/IL |_|_| 60°
d L
-
Order No.
" Num-
Thread Pitch,/" D=0.02 L L1 L2 LG  Number dhs d2 ber of Internal Fi
mm mm mm mm mm ofteeth mm mm coolant
edges
1/4"-20 1,270 20 4,8 62 14,0 1573 12,7 11 8 6,65 3 1
5/16"-18 1,411 18 595 74 197 219 1834 14 10 8,25 3 v 1
3/8"-16 1,588 16 795 80 23,8 2585 2223 15 12 9,83 3 v 1
7/16"-14 1,814 14 795 90 23,6 26,5 21,77 13 14 11,43 3 v 1
1/2"-13 1,954 13 99 90 293 321 2736 15 14 13 4 v 1
9/16"-12 2,117 12 11,8 100 339 36,6 31,76 16 16 14,61 4 v 1
5/8"-11 2,309 11 12,7 90 384 34,63 16 14 4 v 2
3/4"-10 2,540 10 152 110 40,6 44,3 38,1 16 20 1935 5 v 1
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solidC LT Solid Carbide Circular Thread Milling Cutter
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= Fixed dimension type
B Cutting Data see page 166

P

UNFasmE
B 1.1)| 2xP

Y
\V
#d e

|

|

IR/IL 60°

b

Thread P Pitch/"
mm

Order No.

B L L1 LG Number dh6 Number Internal
mm mm mm mm ofteeth mm of edges coolant

1/4"-28 0,907 28 4,8 55 14,5 13,61 16 6 &
5/16"-24 1,058 24 595 60 190 1799 18 6 3 v
3/8"-24 1,058 24 795 70 22,2 21,16 21 8 3 v
7/16"-20 1,270 20 795 70 22,8 21,59 18 8 3 v
1/2"-20 1,270 20 99 75 279 26,67 22 10 4 v
B Chamfer type L
B Cutting Data see page 166 L, L,
Lo Py
’4 E‘ﬁ\ (525 | pre=mf=rar s =—"1 ¢ Chomfer on the shank
g \d @:’ o f_—_f_r == == E amter on the shan
J P
e
L RSN
L
UNF/ASME .
2xD R d / Figure 2:
B1.1 # o FET=C §=E Spus e = Chamfer on the face
o/ =
IR/IL |_|_| 60°
iaf L
-
Order No.
= Num-
Thread P Pitch,/" [y L L1 L2 LG Number dhé d2 ber of Internal Fi
mm mm mm mm mm mm ofteeth mm mm . coolant

1/4"-28 0,907 28 4,8 62 145 162 13,61 16 8 6,65
5/16"-24 1,058 24 595 74 190 21 1799 18 10 8,25
3/8"-24 1,058 24 76 80 222 23 21,16 21 12 9,83
7/16"-20 1,270 20 795 90 228 255 21,59 18 14 11,4
1/2"-20 1,270 20 99 90 279 3043 2667 22 14 13
9/16"-18 1,411 18 12 100 31,0 33,35 29,63 22 16 14,61
5/8"-18 1,411 18 135 90 368 33,86 25 14
3/4"-16 1,588 16 17 110 397 42 38,11 25 20 1935

O M A A W W W
SN N N N RN
o P N
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solidC LT Solid Carbide Circular Thread Milling Cutter
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= Fixed dimension type
B Cutting Data see page 166

M o 15
IR/IL IJ_I j% L

B L L LG Number dh6 Number Internal
mm mm mm mm ofteeth mm of edges coolant

Order No.

P {0
Thread ' Pitch/ DIN 6535 DIN 6535 DIN 6535|

Form HA Form HB Form HE

1/16" 0,941 27 5,8 70 11,3 10,35 12 8 8 v
1/8" 0,941 27 7,6 75 11,3 10,35 12 10 3 v
1/4" 1,411 18 10,1 90 15,5 14,11 11 14 8 v
3/8" 1,411 18 12,8 90 16,7 14,11 11 16 4 v
1/2" 1,814 14 16,0 110 21,35 18,14 11 20 5 v
3/4" 1,814 14 18,5 110 1995 18,14 11 20 5 v
-
B Chamfer type
B Cutting Data see page 166
N N / °
NPT|NPTE|cone| , A @D @ s
XD Iy 77 - { y -
uaaaal 1:16 & & d S
IR/IL IJ_I 60°
L
Order No.
Thread P Pitch,/" [Bx862 L L L Number ~ dh6  Number Internal
e mm “ mm mm mm mm of teeth mm  of edges coolant 2IN 6535 DIN 6535
‘orm HA Form HB
1/4" 1,411 18 10,1 90 18,2 14,11 11 14 3 v
3/8" 1,411 18 12,8 90 18,2 14,11 11 16 4 v
1/2" 1,814 14 16,0 110 22,8 18,14 11 20 5 v
3/4" 1,814 14 18,5 110 23,0 18,14 11 20 5 v

ﬂ NPS and NPSM on request !
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Machining Sequence

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

Starting position Insertion Radial setting Circular Radial back- Thread
on thread depth to nominal thread milling setting to bore is ready
thread diameter center and
(Start-up loop) reverse stroke

(Move out loop)

Types with chamfer

Chamfer Chamfer
on the shank on the face
45°

ﬂ More information to circular thread milling see page 175
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* Circular- and Thread Milling Tools

* RPK-Reamers with Polygonal Interface

* Driven Toolholders for CNC Machining Centers
* Driven Toolholders for CNC Turning Machines

* Multi-Spindle Technology

* Modular Quick Change Toolholders mimatic® mi
* Static Toolholders for CNC Turning Machines

* Precision Chucks

* Special Cutting Tools

203238 KATALOG-ZW-E09

mimatic GmbH
Westendstraf3e 3
D-87488 Betzigau

. | ®
mimatic oy ENCEE Vit

Tool Systems www.mimatic.de
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