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OX:with OX TiN:TiN coating V:V coating WX: WX (TiAIN) coating FX: FX (TiAIN) coating CrN: CrN coating  N: with Nitride

1 HRBARE—RFHTHRETE, RBEAFHORRMZE. 1. These recommendations are general, and may be altered depending on tapping conditions.
2. (EAFREEE R T ARSUR ), SN TERERTIRAY, FIEMPEMARILLHE., 2. Oversized taps are appropriate when a standard tap produces a thread that is too small, or when
'| 05 3. BERE T RS EERE . tapping before plating 3. Always check the required thread limit for the internal thread.
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THREAD MILL WITH END-CUTTING EDGE FOR HIGH HARDNESS STEELS 2.5D TYPE 1, A Brand
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Spindle will rotate counterclockwise due to the left-hand cut configuration.
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Bf:mm  Unitmm

mIB BAMIE Mz 2K BABLK K Wz EH L EF 8
Cutting Bore Dia. Max. Cutting Bore Dia. DC LF Maximum threading length 1Y) DCON Flutes Oil Hole Stock (9)
8331207 M 3X0.5 4.2 24 50 7.5 8.7 6 = [ ] —
8331208 M 4X0.7 53 3.1 50 10 11.7 6 = [ ) -
8331209 M 5X0.8 7 4 50 12.5 14.5 6 - [ ) —
8331210 M 6X1 8 4.6 50 15 17.5 6 = B|l@® =
8331211 M 8X1.25 10.9 6.2 70 20 23.1 10 2 - [ ] —
8331212 M10X 1.5 13.2 75 70 25 28.7 10 O [ ) -
THREAD MILL 8331213 M12X1.75 15.9 9 80 30 343 10 O [ ) —
SRAHET] M16X 2 21.1 11.7 100 40 45 12 O ¥ —
M18X 2.5 25.1 14 135 45 51.2 16 O — | ¥ —
M20X 2.5 28.5 15.7 135 50 56.2 16 O ¥ —
M= FHEFE ¥ =Special orderitem O =Yes
AT-2 MRS T L. AT-2is only for milling internal threads.
1. ThreadPro FUBE 12 K ENF IR IR B T 447 1. Please select "Single-feed" for the path type in ThreadPro.
. B2 REEEFL AR S e EI ERT hn TATAY & K 1E. %1. This is the maximum value when helical drilling and threading take place at the
MIBERAMTENRIES R, EHTEAMT. same time. Please make a pilot hole when machining an internal thread size
that exceeds the maximum bore diameter.
5‘3&*‘1’% . U Bf:mm  Unitmm
mIfE RAMIE oMz S BB i w1z i £ pi::E{ E#F s
Cutting Bore Dia. Max. Cutting Bore Dia. DC LF Maximum threading length 1Y) DCON Flutes Oil Hole Stock (9)
No. 8 - 32UNC 4.7 3.1 50 10.42 124 6 - X -
No.10 - 24UNC 6.1 3.7 70 12.07 14.7 6 = B -
/a - 20UNC 7.6 4.55 70 15.88 19 6 = B -
Ya - 28UNF 8 4.55 70 15.88 18.1 6 2 - RS —
%h6 - 18UNC 9.7 5.7 80 19.85 233 10 - X —
3/ - 16UNC 11.6 6.7 80 23.81 27.7 10 = B -
7he - 14UNC 13.3 7.7 80 27.78 323 10 O ¥ —
14 - 13UNC 16.2 9.2 80 31.75 36.6 10 O B —
XK= F4E TR ¥ =Special orderitem O =Yes
AT-2AMIES M T L. AT-2 is only for milling internal threads.
1. ThreadPro AU S 12 K BUE IR IR “ B T 4R™ 1. Please select "Single-feed" for the path type in ThreadPro.
1. BRRESE L FIR L B EIFIET A0 TR A S K 1A 1. This is the maximum value when helical drilling and threading take place at the
MIBERAMITRARIBS R, E#ITELMNT. same time. Please make a pilot hole when machining an internal thread size
that exceeds the maximum bore diameter.
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Work| 14 FRERNERENR 42N RN TEE | IEW | %W | Sk iy W | B Py, il ae | G | i | B HhEE a4 s
Material o, Cabon| Medum | High | Aloy Hardened Stel Suinless [ToolSeel | Cast | Cast | Ductie | Copper | Brass | Brss | Bonze |Al inc Alloy | Tianium | Nickel | Thermo | Themo
Steel | Carbon | Carbon | Steel Steel Steel lron Cast Casting Rolled Alloy Alloy | Casting | Alloy Alloy | Setting | Plastic
Mild Steel | Steel Steel lion Casting | Casting Plastic
Bmics C [C025%| C 25~35135~45|45~50150 ~60
Aotrevition N[ ~025%~045%(045%~ M | “HC | THRC | HRC | e | SUS | SKO | SC | FC I FD | Cu ) B ) BC) PB ) AL JACADC) MC | Z0C
AT-2 O1O |10 Ol0|0|0]O]OlOIO0OIO0]O]O]O0OJOlO0O]O0O]O]O]O0]010]0
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FEf7i2S Inventory symbols
@ = IEEER

Standard stock item
O=8eREEEFR

Stocked by specific distributors. Contact us for price & availability.

O = #ir i ERFR GERIAERS.)

Limited standard stock item

A = iRk EE~RENR CEHIAER.)

Scheduled to be replaced by new product or successor item

A =g GERINER.)

Discontinued item

BFRIRIEARIESE PITL.  See p.l forexplanation of icons




