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We are

PCBN/

PCD Stone Engraving Tools,Carbide Threading Turning / Milling Cutting Tools/Forming Tools.
‘We possess advanced equipments and outstanding experts.

Our Mission : Excellent Cutting Tools To Produce, World Famous Brand To Create.

Our cutting tools are featured as high-speed cutting high stability machining,

replacement of grinding with turning.

Therefore they are ideal alternative solutions for imported ones.

These products are suitable for the mass production in Automobile and electronic industry.

We have been certified supplier for many automobiles and spare parts factories in China,
including the famous corporations-Shanghai Volkswagen, Weichai Group,Foxconn,etc.
Meanwhile,our DIAMOND® branded tools are exported to dozens of countries all over the world.
We are granted ISO9001-2008 certification,
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S Series Threading Milling Tools
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K Series Threading Milling Tools
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Deep Series Threading Milling Tools
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Solid Carbide Threading Mills
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T Series Threading Milling Tools
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CHENGDU DIAMOND TOOLS CO., LTD,

B TR 5SZ 88 T] T Series Threading Milling Tools

TRIBAHTNDFES

T Series Threading Milling Inserts - Code Keys
T 21 | 2.00 ISO - DLT9 :
1 2 3 4 5 6 L
1. =R RS 2. JIR R~ 3, MIER 4, B BB
Product Series Insert size Type of Insert Pitch
T-TH% L=12mm L= 14mm E — MRS External 0.5 -55 mm
T-T Series L=21mm L= 30mm | — ML Internal 32 -4 TPI
L =40mm - — MEETINR, —EoMES, F—EigrEs
One edge for internal.other edge for external
El— A %hiE F R 4L External + Internal
5, BRAiRE 6. MEMA
Standard Coating type
ISO — ISO #R/ERIGRLL ISO Metric
UN — 60° EH4%—484  American UN DT3-ERM T, BAME
W — 55° HEBKIBL  Whitworth for BSW BSP First choice for carbon steel and ordinary steel process
NPT — 60° EHIEERE NPT DLT9-i& A F F MR 3 i T4
NPTF - 60° E$I|FREIIEL NPTF Excellent for stainless steel and difficult operations
BSPT -55° RHIERY British Standard Pipe Thread (BSPT)

TRIIEMBRARNFRS

T Series Threading Milling Toolholders - Code Keys

T S C 25 30 - 52 21 - 2
1 2 3 4 5 6 8
1. =F@R7 2. JIFF%R 3, BEER 4, JIWER 5. YIHITIHE
Product Series Holder Type Cooling Form Shank Dia.[mm)] Cutting Dia.[mm]
T-TRY S-frfER C-#¥AD
T-T Series - Standard holder - Cooaling 20 25 32 40 9.5-50
C-EEH E - Sh4E
- Conical holder - External Cooling
6. JIHEK 7. IR R~ 8.
Tool Overhang[mm)] Insert size Fl
14-78 12 14 2130 40 1
TRIIEXBARTIARS
=
T Series Threading Shell Mill Toolholders - C¢
T S E D80 27 - 30 - 6
1 2 3 4 5 6 7
1. FRERT 2, JIFFHE 3. HEIRE 4. HHEITIER 5. MILE®E
Product Series Holder Type Cooling Form Cutting Dia.[mm] Drive Hole Dia.[mm]
T-TH% S-iRgR E-Sh4 A
T-T Series - Standard holder - External Cooling 63-100 22 27 32
6, JTR R~ 7. H
Insert size Flutes
21 30 40 5-7
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B TR 5SZ 88 T] T Series Threading Milling Tools

1ICNEETEHrEETIH- 10N MaAtvia Coll Deafila

L
J1B R Insert Size
4mm L=21Tmm [=30mm L=40mm
0150
075 A Ext T14E0.75 1SO
A Int *T121075 150 T1410.75 150
] A Ext T14E1.00 1SO T21E1.00 ISO
P Int *T1211.00 150 T1411.00 150 T2111.00 1SO
125 HExe T14E1.25 ISO
A Int *T1211.25 150 T1411.25 150
s S Ext T14E150 150 T21E1.50 150 T30E1.50 150 T40E1.50 1SO
A Int *T1211.50 IS0 T1411.50 150 T211150 150 T3011.50 ISO T4001,50 150
175 A Ext T14E1.75 1SO
A Int T1411.75 IS0 T211.75 1SO
) S Ext T14E200 ISO T21E2.00 ISO T30E2.00 IS0 T40E2.00 150
M Int T141200 150 T2112.00 150 T3012.00 150 T4012.00 150
25 S Ext T14E250 150 T21E251 150
A Int T141250 15O T211251 150
; S Ext T21E3.00 150 T30E3.00 15O T40E3.00 1SO
A Int T2113.00 IS0 T3013.00 ISO T4013.00 15O
3 S Ext T30E3.50 15O
A Int T211350 15O T3013.50 150 T4013.50 150
. A Ext T30E4.00 1SO TA0E4.00 15O
A Int T3014.00 150 T4014.00 1SO
45 S Ext
A Int T3014.50 150 T404.50 IS0
; 4 Ext T40E5.00 150
A Int T4015.00 SO
55 WL
A Int T4015.50 15O
6 HExt TAQF6.00 150
A Int T4016.00 1SO
H 65 79 126 167 209
T 29 32 438 55 64
*RARFEEES

* Insert with one cutting edge
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B TR 5SZ 88 T] T Series Threading Milling Tools

RBETAERTARMREELR

CHENGDU DIAMOND TOOLS CO., LTD,

®

1IN eno 2= ldk bS8 iréd T H-

FIN 2N° Awmnaviaanm LIN Tl DeAfilAa

L I 1
J1B R Insert Size
4mm L=21Tmm [=30mm L=40mm
UN
UN
A Ext T14E28 UN
* A Int *T12128 UN TI4128 UN
- S Ext
A Int T14127 UN
2 HExe T14E24 UN T21E24 UN
A Int *T12124  UN T1424 UN T21124 UN
2% S Ext T14E20 UN T21E20 UN T30E20 UN
A Int *T12120 UN T14120 UN T21120 UN T30120 UN
S Ext T14E18 UN T21E18 UN T20E18 UN
' A Int *T12118  UN TI4N8 UN T2118 UN 300118 UN
S Ext T14E16 UN T21E16 UN T30E16 UN T40E16 UN
' A Int *T12116  UN T14116 UN T21116 UN T30116 UN T40116 UN
9 S Ext T14E14 UN T24E14 UN T30E14 UN TA0E14  UN
A Int T14l4 UN T2114 UN T30114 UN T40114 UN
S Ext T14E12 UN T21E12 UN T30E12 UN T40E12 UN
B A Int T14112 UN 72112 UN T3012 UN T40112 UN
HExe T21E10 UN T30E10 UN T40E10 UN
1 A Int T21110 UN T30110 UN T40110 UN
A Ext T30E8 UN T40E8  UN
’ A Int T2118 UN T3018 UN T4018  UN
5 Ext T30E6 UN T40E6  UN
¢ A Int T3016  UN T4016  UN
45 4 Ext
A Int T40145 UN
A 4 Ext
A Int T404  UN
H 65 79 126 167 209
T 29 32 48 55 6.4
*RARFEET

¥ Insert with one cutting edge
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B TR 5SZ 88 T] T Series Threading Milling Tools

W EEOR DI B LB r &8 TTH- \N EE9 A hibuiawth Tl Deafila

L T
T/ R Insert Size
L=2Tmm L=30mm [=40mm
T21E120 W
19 *T12EI19 W T14E119 W T21ENN9 W
16 T14El16 W T21EN6 W T30EI16 W
14 T14E114 W T21EN4 W T30EN4 W
1 T21ENM1 W T30EI1T W T40EINT W
8 T40EIR W
*REREEET
* Insert with one cutting edge
NPT-60°% EfrEHEEIRA S JIH NPT-60° American National Pipe Threads
([w8mns » | ) ca p
DT 8828 Pitch T 5 Rt Insert Size
TPI L=12mm L=14mm L=21mm [=30mm [=40mm
18 *T12E18 NPT, *T12118 NPT T14-18 NPT
14 T14-14 NPT T21-14 NPT
115 T21-115 NPT T30-115 NPT T40-11.5 NPT
8 T30-8 NPT T40-8 NPT
*RRAEEEA

*Insert with one cutting edge
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RBETAERTARMREELR

Bl TR 542405 7] T Series Threading Milling Tools RERTATRALAR

NDTC 240 T Rt A5 ir s T - Awnaviaanw NIDTE

r L |——.IT
TIB R Insert Size
14mm L=2Tmm [=30mm L=40mm
8 NPTF
4 NPTF T21-14 NPTF
11.5 T21-11.5 NPTF T30-11.5 NPTF T40-11.5 NPTF
8 T30-8 NPTF T40-8 NPTF
*RTREEEA
* Insert with one cutting edge
BSPT-55° & Efr i E1E4 45 7] BSPT-55° British Standard Pipe Full Profile
( | RBE Interna P | \ - A L
INT R Pitch T 5 R Insert Size
TPI [=12mm L=14mm L=21mm [=30mm L=40mm
19 *T12E19 BSPT, *T12119 BSPT T14-19 BSPT
14 T14-14 BSPT T21-14 BSPT
1 T21-11 BSPT T30-11BSPT T40-11 BSPT
“RRAELEN

*Insert with one cutting edge
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B TR 5SZ 88 T] T Series Threading Milling Tools

BT TIHT Theaadina Millina TaalkhaldAava

TSE209.5-1412-1 95 20 14 85 05~15 16~32 T12 M2.5%7 T08
TSE209.9-1612-1 9.9 20 16 85 05~15 16~32 T2 M2.5%7 T08
TSE2012-2014-1 12 20 20 85 05~25 10~32 T4 M3x8 To8
TSE2014.5-2514-1 145 20 25 85 05~25 10~32 T4 M3x8 T08
TSC2017-3014-1 17 20 30 85 05~25 10~32 T4 M3%8 To8
TSC2018-3021-1 18 20 30 85 1~35 7~24 121 M4x10 T15
T5C2021-4021-1 21 20 40 94 1~35 7~24 T21 M4x10 T15
T5C2025-3021-1 25 20 30 125 1~35 7~24 T21 M4x10 T15
TSC2529-5030-1 29 25 50 110 15~5.0 6~20 T30 M5x11 T20
TSC2531-5030-1 31 25 50 150 1.5~5.0 6~20 T30 M5%11 T20
T5C3238-5038-1 38 32 50 150 15~5.0 6~20 T30 M5x11 T20
TSC4045-7840-1 45 40 78 210 15~6.0 4~16 T40 M5%12 T20
TSCA4048-7840-1 48 40 78 153 1.5~6.0 4~16 T40 M5x%12 T20
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B TR 5SZ 88 T] T Series Threading Milling Tools RO ATLAIRREAR

BT TIHT Theaadina Millina TaalkhaldAava

TSC2020-4114-2 20 20 4 96 2 05~25 10~32 T4 M3x8 T08
TSC2530-5221-2 30 25 52 13 2 1~35 7~24 1 M4x10 TS5
TSC3240-7030-2 40 32 70 135 2 15~5.0 6~20 T30 M5%11 T20
TSC4050-7840-2 50 40 78 153 2 1.5~6.0 4~16 T40 M5x12 T20
MELATEETIEE  Thraadina Millina Tanlhaldare
)
,#_‘
— —
T/ Aa—=h .
iT# B Order NO. R~ Dimensions ( mm ) B Teeth
d D H It

TSED6322-21-6 63 22 50 6
TSED6322-30-5 63 22 50 5
TSED8027-30-6 80 27 55 6
TSED10032-30-7 100 32 60 7
TSED8027-40-5 80 27 65 5 1.5~6.0 4~16 T40 M5x12 T20
TSED10032-40-6 100 32 70 6 15~6.0 4~16 T40 M5x%12 T20
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B TR 5SZ 88 T] T Series Threading Milling Tools

BT TIHT Theaadina Millina TaalkhaldAava

TCE209.5-1412-1 95 20 14 85 05~15 16~32 T12 M2.5%7 T08
TCE209.9-1612-1 99 20 16 85 05~15 16~32 T2 M2.5%7 T08
TCE2012-2014-1 12 20 20 85 05~25 10~32 T4 M3x8 To8
TCE2014.5-2514-1 145 20 25 85 05~25 10~32 T4 M3x8 T08
TCC2017-3014-1 17 20 30 85 05~25 10~32 T4 M3%8 To8
TCC2018-3021-1 18 20 30 85 1~35 7~24 121 M4x10 T15
TCC2021-4021-1 21 20 40 94 1~35 7~24 T21 M4x10 T15
TCC2025-3021-1 25 20 30 125 =35 7~24 T21 M4x10 T15
TCC2529-5030-1 29 25 50 110 15~5.0 6~20 T30 M5x11 T20
TCC2531-5030-1 31 25 50 150 1.5~5.0 6~20 T30 M5%11 T20
TCC3238-5038-1 38 32 50 150 15~5.0 6~20 T30 M5x11 T20
TCC4045-7840-1 45 40 78 210 15~6.0 4~16 T40 M5%12 T20
TCC4048-7840-1 48 40 78 153 1.5~6.0 4~16 T40 M5x%12 T20
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B SR FSZEAHET] S Series Threading Milling Tools

SZINFAHII A ES

S Series Threading Milling Inserts - Code Keys

WAVAVAVAVAVAVAVAN
S 25 2.00 ISO - | DLT9
1 2 3 4 5 6 L
1, ERET 2. JIR R~ 3, IR 4, 48 35
Product Series Insert size Type of Insert Pitch
S-SE7F L=24mm L =25mm E — $MES  External 0.5 -6.0 mm
S-S Series L = 40mm L=41mm | — A4 Internal 32 -4 TPI
El -P94h 8 R4
External + Internal
5. BOriRE 6, mEMA
Standard Coating type
ISO — ISO #RiERIERY ISO Metric
UN — 60° Hlg—18Y American UN DT3-EMA T, EA#H
W — 55° ZEEERKIEL Whitworth for BSW BSP First choice for carbon steel and ordinary steel process
NPT — 60° EH|EIEL _ NPT DLT9-& A FF F W &M T4 %t
NPTF -60° £HIFEIBLY NPTF Excellent for stainless steel and difficult operations
BSPT -55° EHIERA British Standard Pipe Thread (BSPT)

S I EIRSGR AT R S5EA

S Series Threading Milling Toolholders - Code Keys

S S C 25 30 | -~ | 52 | 219 |- 2
1 2 3 4
1. ERET 2, JIFF A 3, ]
Product Series Holder Type Cool
S-S&H% S-#RfER C-
S-S Series - Standard holder -1
C-H#Ea
- Conical holder
6, JIHEK 7. JIR R~ 8.
Tool Overhang[mm] Insert size Fl
26 - 80 24 25 40 41 1
— +
SRINEXN BB TR SHEA
S Series Threading Shell Mill Toolholders - Code
S S C D8(
1 2 3 4 L
1. F=RER5) 2, JJHFAR 3. AEHR 4, YIHITNER 5. RFLER
Product Series Holder Type Cooling Form Cutting Dia.[mm] Drive Hole Dia.[mm]
S-S#&7% S-iRAER C-PI4E
S-S Series - Standard holder - Cooling 36-58 16 22 27
C-EEE
- Conical holder
6, J1F R~ 7. W%
Insert size Flutes
25 40 41 5-8

| 12 | www.cddmd.com
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B SR FSZEAHET] S Series Threading Milling Tools ARSI LAERALAR
ISOfR RS T]F 1SO Metric Full Profile
4 Le
arr A —
L
Le
ety 082 (O ) Arnnan
| T st )
L
o
TRRFLmm) iK% iT#% Ord
Insert Size L(mm)  Pitch SABRL External
05
075
5241100 150 1 2400 %
§2411.25 150 1 25.00 20
5241150 150 1 2400 16 -2
5241175 150 1 2450 14
5241200 IS0 1 2400 12
52412.50 150 1 25.00 10
5251100 150 2 2400 %
§2511.50 ISO 2 24,00 16
§2512.00 15O 2 24,00 12 SSC...25
§2512.50 1SO 2 25.00 10
52513.00 150 2 2400 g
5401100 150 2 3900 39
S4011.50 1SO 2 39.00 26
5401200 150 2 38,00 19 55C...40
S4012.50 15O 2 3750 15
54013.00 IS0 2 3900 13
5411300 IS0 2 39.00 13
S4113.50 1SO 2 38.50 1
5411400 150 2 4000 10
5411450 IS0 2 4050 9 55C...41
54115.00 150 2 4000 8

cAlNE EA ICA

L)

a0 A
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B SR FSZEAHET] S Series Threading Milling Tools

LINI eno2Eslik __dBiréETIHS 1IN 2N° Awmanariaan |IKN Coll Deafila

UENNEa oy . ANDID 1174
BESH 2478
Tolerance class : 2A/2B

A N N s

O

L
JERY LUmm) R iT# 5 Order No. A% Le th B T ¥
Insert Size L(mm)  Pitch SLBRLX External MRS Internal  Cutting Edge mm Teeth Zt Tool holder
32 524132 UN 1 2461 31
28 524128 UN 1 24,49 27
524124 UN 1 2434 23
524120 UN 1 24.13 19
524118 UN 1 2399 17 $5C...24
S24116 UN 1 2381 15
52414 UN 1 2359 13
524112 UN 1 2328 11
524110 UN 1 2286 9
52520 UN 2 24,13 19
525118 UN 2 2399 17
525116 UN 2 2381 15
S25114 UN 2 2358 13
55C...25
525112 UN 2 2328 11
525110 UN 2 2286 9
52519 UN 2 2258 8
52518 UN 2 2222 7
540120 UN 2 3937 31
540118 UN 2 3951 28
540116 UN 2 39.69 25
S40014 UN 2 3991 22
SSC..40
540012 UN 2 38.10 18
S40110 UN 2 38.10 15
54019 UN 2 3951 14
54018 UN 2 38.10 12
54118 UN 2 38.10 12
4117 UN 2 3991 11
54116 UN 2 38.10 9
54115 UN 2 3556 7 HeA
541145 UN 2 3951 7
S4114 UN 2 38.10 6
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B SR FSZEAHET] S Series Threading Milling Tools ARSI LAERALAR

NDT_ANCE FH= Y EEMB nrEE TIH NIDT_AN® Amaricran Natinnal Dina Thraade

UeTINea DY © USAD B 11908 (1= = = = = = = = = - P —— v
BESS : Standard NPT 1°47" |\
Tolerance dlass : Standard NPT e mall

L L
JRER Lmm) R iT# 5 Order No. B Le il d T+
Insert Size L(mm) ~ Pitch MAREERA External+internal  Cutting Edge mm Teeth Zt Tool holder
24 18 S24EI8 NPT ] 2399 17 SCC..24
Ca e 14 S25E114 NPT ] 2358 13
SCC..25
NPT ] 24.30 1
PT ] 2222 7 SCC D3616-25-5
NPT 1 3755 17
SCC D4522-40-6
PT 1 38.10 12
PT ] 38.10 12 SCC.41
NPTFEH|TFZEEEIBLSETIF American NPTF
4 Le
4 PIRK Intemal P N 147 [
— [ — o
L L
‘ Le ‘ \ Le
Wk - ANSIBLAVLI9T W L
Defined by : ANSI B1.20.:1976 i
FESH : Class2 147 [
L Tolerance dlass : Class 2 J e il
L L
. /
er No. AW Le T Ik
ernal+internal ~ Cutting Edge mm Teeth Zt Tool holder
IPTF 1 23.99 17 SCC..24
IPTF ] 2358 13
SCC..25
\PTF 1 24.30 1
TF ] 2222 7 SCC D3616-25-5
\PTF 1 3755 17
SCC D4522-40-6
2Tk 1 38.10 12
41 8 SA1EI8  NPTF ] 38.10 12 SCC.41
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B SR FSZEAHET] S Series Threading Milling Tools

W EEOR DI B LB r &8 TTH- \N EE9 A hibuiawth Tl Deafila

A A A

NN NS NS NS

J

L
fer No. A% Le o T
PEREL Internal CuttingEdge ~ mm Teeth Zt Tool holder
1 2406 18
1 23.59 13 SSC..24
1 23.28 "
2 2381 15
’ B8 B 55C...25
2 2228 "
2 23.09 10
2 39.69 25
2 3991 22
5 " 8 SSC..40
2 39.25 17
S4118 W 2 38.10 12
S417 W 2 3991 1 SSC.A1
4116 W 2 38.10 9
1 Standard Pioe Full Profile
er No. A Le i T #
ernal+Internal  Cutting Edge mm Teeth Zt Tool holder
SPT 1 24,06 18 SCC 2014-2624-1
SPT 1 2358 13 cer o
SPT 1 23.09 10
SPT 1 3925 17 SCC D4522-40-6




®

. , , - RIS T A AT
B SR FSZEAHET] S Series Threading Milling Tools SRERARRREAR
MEAITIH R+ 0 tbt s TIHE Ctandavd Taalhaldava Car lnaaw Cliaa NAdnana
SSC0132641 82 26 20 107 136 1
SSC01530241 85 30 20 119 151 1
2% DW Max07 Y) Méx07 BS T08
SC01628242 83 28 20 126 16 2
SSC01636241 91 36 20 126 16 1
TIFFFE R ROAR ESE4 Standard Thread Application By Toolholder
B/MRGER Min Thread @
15O f5F ,
T4 Tool holder D2 (mm) 15O 457 15O Fine UNC UN/UNF/UNEF/UNS BSF BSP(G)
IS0 Coarse
MI45X05 ; MI5X075 5 MISX1 ; 11/16-12UN;5/8-14UNS5/8-16UN;S/B-18UNF;, 1171614
sz e Mi6x2 M15%125 : M16%15 : M16%175 : 5/8-20UN;5/8-24UNEF;5/8-28UN;5/8-32UN 3/4-12 L
MI6X05 ; M17%075 ; MI7x1 ; 3/4-12UN;3/4-14UNS;11/16-16UN; 11/16-20UN;
SO0 151 MIBR2S 196 MI7x15 : MISx175 s Migx2 210 11/16-24UNEF11/16-28UN:11/16-32UN 32
Scmsmnr 16 waas | MITOSIMIZOTS M y410 | VARNETIS AN e, | 32
. X - K 4 5 - 5 R N
' M18%1.25 ; M18%15 ; M18%1.75 ; M19%2 ; ' ' '
11/16320N
G — 3/4-12UN;3/4-14UNS;3/4-16UN;3/4-18UNS;
SC21636241 16 M20X25 3/4-10  3/4-20UNEF;11/16-24UNEF;11/16-28UN; a2 —

M18%1.25M18%1.5 ; M18%1.75 ; M19x%2 ;

11/16-32UN

www.cddmd.com | 17



B SR FSZEAHET] S Series Threading Milling Tools

EAITIHRAManmbhEERE TIHE M aniaal Taalhaldava Cav laaaw Ciaa Ndnanma

24 SCC2014-2624-1 81 26 20 115 139 1 DW M4x0.7 Y) Max0.7 BS T08
TIFFFER R H#EESZ40 Conical Thread Application By Toolholder
B/ RGER MinThread @
JI#F Tool holder D2 (mm) NPT NPTF BSPT
SCC 2014-2624-1 139 3/8-18 3/8-18 3/8-19

18 | www.cddmd.com
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, . . - RS R T AR 4 5
B SR FSZEAHET] S Series Threading Milling Tools SRERARRREAR
MEAIITIH AN tbAt =M TIEE Ctandavd Taalhaldava Car lnaaw Cliaa NEnana
SC517%252 85 %6 25 14 17 2
SC1736252 95 %6 25 14 17 2
SCB19352 92 R 5 15 19 2
SCI51944252 104 44 25 15 19 2
SSCB52037253 9% 37 25 165 205 3
% DW Mdx07 Y) Méx07 BS T08
SSC252044253 103 44 25 165 205 3
SCN453 102 43 5 18 2 3
SSC5255253 114 S5 25 18 2 3
SSC253055255 115 S5 25 26 305
SSC2080254 140 80 25 26 30 4
TIFFERE R ROFRELE4L Standard Thread Application By Toolholder
/MR ER MinThread @
150 5 .
T#F Tool holder D2 (mm) 150 4157 150 Fine UNC UN/UNF/UNEF/UNS BSF BSP(G)
1SO Coarse
55C2517-2625-2 7/8-10UNS;13/16-12UN;7/8-14UNF;3/4-16UNF; 7/8-11;7/8-12;
MI9XTM19%1 5M20%2 — ' ' ' ' TG g
sscec R U E / 3/4-18UNS;3/4-20UNEF AL ST
$5C 251932252 M22x25 ; - - J0UNEF: 7/8-16UN7/8-14UNF; 7/814;
5 NI 1] 52250 /89 TBOUNEFT/EIBUNSTB-IGUNT/B-IAUNG, 7867
SSC 2519-4425-2 M24x3 1-8 7/8-12UN;7/8-10UNS 15/16-12;15/16-11
$5C2520-37253 15/16-0UN;1~10UNS;15/16-12UN;1-T4UNS;
M22x1M23%1 SM23x2M235%25 1 : ' ' C 21416 57814
S B T8 15/16-16UN7/8-18UNS7/8-20UNEF /
S5C 252243153 111/16-8UN;1-9UN;1-10UNS;1-12UNF;1-14UNS;
M24x T M24xT SM2SX2M5X25 = 11112114116 3741
§5C 252255253 2 M27x3 ' ! ! 1-16UN;1-18UN;15/16-20UNEF Sk
SsCas0s55 M32XT;M32%1 5M33x2M33%25; AN B E S ITEY
S5 2530-80254 M34x3 ' : ' 13/8-141 3/8-16

15/16-20UN

www.cddmd.com
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B SR FSZEAHET] S Series Threading Milling Tools

EAITIH RAAFNEanmmbhEERE TIHE M aniaal Taalhaldava Cav lnaaw Ciaa NEnanma

SCC2517-26252 85 26 25 14 17 2
25 SCC2522-4325-3 102 43 25 18 22 3 DW M4x0.7 Y) Max0.7 BS T08
SCC252843254 103 43 25 26 28 4

JIFFETIE BBV #9840 Conical Thread Application By Toolholder

F/MRYER MinThread @
J1#F Tool holder ~ D2 (mm) NPT NPTF BSPT
1/2-143/4-14:1-11 51 1/4-115; 1/2-14:3/4-14:1-115,1 1/4-115; ,
SCC517-5622 . 11/2-1152-115 11/2-1152-115 /a3
SCC252043253 22 341411151 1/4-1151 1/2-1152-11.5 YA 5 A1 51 1721152115 AT VAT /2N2-T21/200;
3114-115-116-11
SCC 52843254 28 1-11.5,1 1/4-115;1 1/2-1152-11.5 1-11.5,1 1/4-11.51 1/2-1152-11.5 LTI LT /22112 1213,

4-11,5-11,6-11
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B SR FSZEAHET] S Series Threading Milling Tools

®

RBETAERTARMREELR

CHENGDU DIAMOND TOOLS CO., LTD,

MHAIITTH A4EmmetAZESL B EETIET Chall AMilla Car lnaar Cisa NEnana

SSCDIEBS 32 36 16 335 5 M8x1.25%30
SCDMRE 40 4 2 B 6 M10x1.5%40
25 DW M4x07 Y) M4x0.7 BS T08
SCDs227-58 48 52 27 40 8 M12x1.75%40
SCCD3616255 32 36 16 335 5 M8x1.25%30
JIATETIE FIROAREIE4L Standard Thread Application By Toolholder
B/MRYER MinThread
TI#F Tool holder D2 (mm) 1S0 4B 5F 150 Fine UN/UNF/UNEF/UNS BSW BSP(G)
, e, 19/16-12UN;1 5/8-14UNS;1 9/16-UN; o _
SSCD3616-255 36 M38x1;M39x1.5M39x2M40%3 el T Nl 13/4-16;1 3/4-12 11/411
33 _ N 17/8-12UN;1 13/16-16UN;1 13/16-20UN; o _
Sancarg  CCOMIES M MBANABASIMBRIIME  15/16-8UN:1 7/8-10UNS;T 7/8-14UNS F16212 117211
_ I 21/4-8UN:2 1/4-10UN:2 1/4-12UN2 1/4-14UN, .
SSCDS27-258 52 MSSXIMSSXISMSSXOMSOX3 01 bl ot a0un 21/4-1621/4-12 211
JIATRTIE FR RO HERF 324 Conical Thread Application By Toolholder
B/MRYER MinThread ¢
T34 Tool holder D2 (mm) NPT NPTF BSPT
cﬁsl SCC D3616-25-5 36 11/4-115; 11/2-115 3 21152128 11/4-115 5 1172115 5 21152 1/2-8 11/2-6%11
onica

www.cddmd.com | 21




B SR FSZEAHET] S Series Threading Milling Tools

EAITIH R ANanmmthiTE TIHE Ctandavd Taalhaldava Cav lnans Claa ANmama

55C252243403 102 43 25 18 22 3
0 SSC2522-6540-3 124 65 25 18 22 3
SSC3230-55404 117 55 32 26 30 4
SSC3230-8040-3 142 80 32 26 30 3

DW M4x0.7 Y) M4x0.7

BS T08

TIFFFRIE B ROAR/BA24L Standard Thread Application By Toolholder

B/PREUE R Min Thread @
IS0 $85F .
T14F Tool holder D2 (mm) IS0 #5F 1O Fine UNC UN/UNF/UNEF/UNS BSF BSP(G)
1SO Coarse
111/16-8UN;1-9UN;1-10UNS;1-1 2UNF;1-14UNS; o
SSC252043403 22 M27%3 M24%1:M24% 1 5M25%2:M25%2.5 16N 218UN15/16-20UNEF 1-111-12,1-141-16  3/4-14
SSC2565403 22 M27x3 M2XIM24x1 sMSxaMasxas  —— | I/IGBUNT-SUNT-TOUNSIT-TZUNFTTAUNS: 40004006 370014

1-16UN;1-18UN;15/16-20UNEF

SSC3230-55404 30 —

M32%1;M32x%1.5;M33%2;
M33x%2.5M34%3

13/8-8UN;1 3/8-9UN;1 3/8-10UN;1 5/16-12UN;
13/8-14UNS;1 5/16-16UN;1 5/16-18UNEF;1 5/16-20UN

13/8-11;13/812;
13/8-14,13/8-16

S5C3230-8040-3 30 I

M32x1;M32%1.5M33%2;
M33%2.5M34x%3

13/8-8UN;1 3/8-9UN;1 3/8-10UN;1 5/16-12UN;
13/8-14UNS;1 5/16-16UN;1 5/16-18UNEF;1 5/16-20UN

13/8-11;1 3/8-12;
13/8-14,1 3/8-16
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B SR FSZEAHET] S Series Threading Milling Tools

®

RBETAERTARMREELR

CHENGDU DIAMOND TOOLS CO., LTD,

MHAIITTH A+ AN tAZESP B EETIEE Chall AMilla Car lnaar Cisa ANnkana

SSCOM42406 40 44 22 48 6 M10X1 5%40
40 SSCD527408 48 52 27 S0 8 DW M4x07 Y) Max0.7 BS T08 M121.75%40
SCCDA522-406 40 45 22 48 6 M10x%71 5%40
JIFFETE R RYFRESZ4L Standard Thread Application By Toolholder
B/NREER MinThread ¢
TI#F Tool halder D2 (mm) IS0 485 150 Fine UN/UNF/UNEF/UNS BSW BSP(G)
M shgongxg | E1UNT 13/16T6UN 13/16:200N; _
ok SSC D4422-40-6 44 M48x1:M48x%1.5M48x%2;M48%3 115/16-8UN;] 7/8-10UNS:1 7/8-14UNS 2-16;2-12 11/2-1
Standard 21/4-8UN2 1/4-10UN:2 1/4-12UN:2 1/4-14UN;
SSCD5227-40-8 52 M55%1;M55%1.5:M55%2:M56%3 2 1/4-16UN:2 1/4-18UN2 1/4-200N 21/4-16;2 1/4-12 2-11
TIFFETIE PR Y HERFHR4L Conical Thread Application By Toolholder
B/MREER MinThread
JI#F Tool helder D2 (mm) NPT NPTF BSPT
4 B Conical SCC D4522-406 45 211521/2-8 21152 1/2-83-8 26%11
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B SR FSZEAHET] S Series Threading Milling Tools

EAITIH R A A4 anmthiTE T Ctandavd Taalhaldava Cav lnans Claa A4 mam

SSC252443412 104 43 25 192 245 2
SSCIB043413 1065 43 32 242 30 3
41 SSC3230-6541-3 1285 65 32 242 30 3 DW Max0.7 Y) M4x0.7 BS T08
SSC3BE4IS5 106 43 32 283 %6 5
SCIB6EH4 128 65 32 283 36 4
TIFFEmIE A YAR BSR4 Standard Thread Application By Toolholder
B/MRGER MinThread @
T Tool holder D2 (mm) IS0 35 150 Coarse 150 4R5F 150 Fine UNC UN/UNF/UNEF/UNS BSW/BSF NPT NPTF
SSC252443412 245 M30X35M36x4 M2BX3:MA45x4 11/8713/86  11/88UN:1 7/16:6UN 13/88BSF1 1/47BSW ——  —
M34x%3:M34%3.5; X it 2
SSC3230-4341-3 30 M36%4;M42%4 5 . de ! 13/8-6 1 3/8-8UN;1 7/16-6UN 13/8-8B5F1 3/4-7B5F; — —
M45x4 11/2-6BSW
M34x3:M34x3.5; X . :
$SC323065413 30 M36x4M42x4.5 ’ 13/86 13/8-8UN 7/16-6UN | /EBBSEIMATBSE
M45x4 11/2-6BSW
MA2XA 5MASXS; MAOX3MAOX3 5; SBSF1 3/4-7BSE:
$SC323643415 36 13452452 1/24  15/88UN;1 S/B6UN | TS BBSRT IATESE oy g 91
MS6X5 5:M64%6 MA2XAMTOX6 1 7/8-6BSF
M42%4 5:M48x%5; M40%x3:M40%3.5; X . _ 3
$SC323665414 36 13/4504521/24  15/88UN;1 5/86UN | 1o OBoRT 3/ATBSE oy g 210
M56x%5.5;M64x%6 M42x4:M70%6 1 7/8-6BSF
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3 . . . . N FAY
B SR FSZEAHET] S Series Threading Milling Tools ARSI LAERALAR
MEATITIH- A A4 ummn b Zm LB Ar e TIHT Clall AMilla Car laaar Cioa A4 naina
SSCD4822-415 40 48 22 50 5 M10%1.5%40
DW M4x0.7 Y) M4x0.7 BS T08
SSCDS827-41-6 50 58 27 50 6 M12%1.75%40
TIATFriE A AR ESESL Standard Thread Application By Toolholder
B/MRGER MinThread @
TI# Tool holder D2 (mm) 150 385 IS0 Coarse 1SO 48 5F 15O Fine UNC UN/UNF/UNEF/UNS BSF NPT NPTF
SSCD4822-41-5 48 M56%5.5,M64%6 MS5%4M70%6 21/4-452 1124 21/8-8UN;2 1/8-6UN 21/4-821/4-6 21/28 21/2-8
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B KR FSESHET] K Series Threading Milling Tools

®

RBEFAERE T AHRETLA ' @N
CHENGDU DIAMOND TOOLS CO., LTD,

KZRIRLHET) 7 B S5 BA

K Series Threading Milling Inserts - Code Keys

K 3 | 2.00 ISO - DLT9
1 2 3 4 5 6
1. FRmART 2, IR Rst 3. IR 4, 18 B
Product Series Insert size Type of Insert Pitch
K-KZ7 6.0-D=6.0mm 2-D=1/4" E — MR External 0.5-6.0 mm
K-K Series 3 -D=3/8" 3B- D= 3/8"B | —ARRS  Internal 48-4 TPI
4 -D=2/1" 5-D=5/8" - = WEEANR, —EHMRL, H—EMAEL
6B-D= 3/4"B One edge for internal.other edge for external
El— A% E A R4 External + Internal
5, RaiRE 6. REMA
Standard Coating type
ISO — ISO #RiEBIIRSL ISO Metric
UN — 60° =Hl%—1RY American UN DT3-E M TN, BEA#HE
W — 55° HEFKIES Whitworth for BSW BSP First choice for carbon steel and ordinary steel process
NPT — 60° SEHIEIBY NPT DLTO-ERFAHREMEM I AR
NPTF -60° E#|FHIEL NPTF Excellent for stainless steel and difficult operations
BSPT -55° &M ar British Standard Pipe Thread (BSPT)

KR I BRI NFRSHRNA

K Series Threading Miling Toolholders - Code Keys

K S C 25 0 | - 52 | 21 - 2
1 2 3 4
1, ERET 2, JIFFAR 3, ]
Product Series Holder Type Cool
K-K#7%| S-iRAER
K-K Series - Standard holder C-
C-f#iER -
- Conical holder
6. JIEEIK 7. JIRR~F 8.
Tool Overhang[mm] Insert size F
D=6.0mm D=1/4"
12-98 D=3/8"  D=3/8'B
D=2/1" D=5/8" _
D=3/4"B
= hJ
KR I BRI TR S5 8A
K Series Threading Shell Mill Toolholders - Code
K S C D80
1 2 3 4 | 5 | 6 7
1. EFRET 2, JIHFHE 3, AHER 4, YIHITIER 5 HWAER
Product Series Holder Type Cooling Form Cutting Dia.[mm] Drive Hole Dia.[mm]
K-K#&% S-tRfER C- P&
K-K Series -Standard holder - Cooling 38-125 16 22 27 32 40
6. JTAh R~ 7. B H
Insert size Flutes
1/4" 3/8"
388 2/1" 4-9
5/8" 3/4"B
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B KR FSESHET] K Series Threading Milling Tools

1ICNEETEHrEETIH- 10N MaAtvia Coll Deafila

075 A e K2E0.75 150 K3E0.75 150
A Int *6,000.75 150 K210.75 ISO K310.75 15O
1 HExt K2E1.0 15O K3E1.0 150 K3BE1.0 ISO K5E10 IS0
A Int *6.011.0150 K211.0 IS0 K311.0 150 K3B11.0 ISO K511.0 IS0
s SExt K2E1.25 IS0 K3E1.25 IS0 K3BE125150 K5E125150
A Int *6.01.25 150 K211.25 IS0 K311.251S0 K3B11.25150 K51.25150
s HExt K2E15 150 K3E15 150 K3BE15 ISO K5E15 IS0 KEBE1.5 150
A Int *6.011.5 150 K2115 IS0 K311.5 1SO K3B115 IS0 K515 IS0 K&BI1.5 150
- HoExt K3E1.75 IS0 K3BE1.75150 K5E1.75150
M Int K311.751S0 K3B11.75150 K511.75150
) SExt K3E20 1SO K3BE2.0 15O K5E20 150 K6BE2.0 IS0
A Int K3120 150 K3BI2.0 ISO K512.0 ISO K6BI2.0 ISO
2 et K5E25 1SO K6BE2.5 150
A Int K5125 IS0 K6BI2.5 IS0
; HEx K5E3.0 150 K6BF3.0 IS0
A Int K53.0 IS0 K6BI3.0 150
3 A K5E3.5 15O
A Int K513.5 1SO
A SExt K5E40 IS0 K6BE4.0 150
A Int K514.0 150 K6BI4.0 150
45 S Ext K5E45 IS0 K6BE4.5 150
A Int K515 150 K6BI4.5 1SO
5 Ao K6BE5.0 ISO
A Int K6BIS.0 IS0
o HEx K6BES.S ISO
A Int K6BI5.5 150
s MExt K6BF6.0 SO
A Int K6BI6.0 150
*RARFEET

*Insert with one cutting edge
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B KR FSESHET] K Series Threading Milling Tools RO ATLAIRREAR
LIKI eno2Eslik __dBiréETIHS 1IN 2N° Amanariaan | IN Cuoll Deafila
= N/ J
D

J15 R Insert Size

"L=16mm D=3/8B" L=22mm D=5/8" L=27mm D=3/4" L=38mm
0 4 Ext
A Int K2140 UN K340 UN
» 4 Ext
A Int *K6.0132 UN K232 UN K3132 UN
- Hext K2E28 UN K3£28 UN
A Int *K6.0128 UN K228 UN K328 UN
2 HEx K2E27 UN K3E27 UN
A Int K2127 UN K327 UN
St K2E26 UN K3E26 UN
% M Int K226 UN K326 UN
2 HExt K2E24 UN K3E24 UN K3BE24 UN K5E24 UN
A Int *6.0124 UN K2124 UN K3124 UN K3BI24 UN K524 UN
% et K2E20 UN K3E20 UN K3BE20 UN K5E20 UN
A Int *6.0120 UN K2120 UN K320 UN K3BI20 UN K520 UN
" 4 Ext K2E18 UN K3E18 UN K3BE18 UN K5E18 UN
A Int *6.0118 UN K218 UN K318 UN K3BI18 UN K518 UN
" HExt K2E16 UN K3E16 UN K3BE16 UN K5E16 UN
A Int *6.0116 UN K216 UN K316 UN K3BI16 UN K516 UN
o HExt K2E14 UN K3E14 UN K3BE14 UN KSE14 UN
A Int K214 UN K314 UN K3B14 UN K514 UN
3 B ext K3E13 UN K3BE13 UN KSE13 UN
A Int K313 UN K3BI13 UN K513 UN
*RIERBEET

*Insert with one cutting edge
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B KR FSESHET] K Series Threading Milling Tools

1IN eno 2= sldk __dB4r&d 11 e 14350

LINI 2N°% Awmnnaviannm LIN Eoll DeafilAlMAan'$)

. A e K3E11.5 UN K5E11.5 UN
A Int K3111.5 UN K51115 UN
. A Ext KSE11 UN
A Int K511 UN
" HExt KSE10 UN
A Int K510 UN
. A Ext KSES UN
A Int K519 UN
HExt K5E8 UN
’ A Int K5I8 UN
, A Ext KSE7 UN
A Int K5l7  UN
6 et K5E6 UN K6BE6 UN
A Int K516 UN KeBls UN
; HExt K6BES UN
A Int KBS UN
45 A K6BE45 UN
A Int KeBI4.5 UN
A A Ext KEBE4 UN
A Int K6Bl4 UN
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B KR FSESHET] K Series Threading Milling Tools

®

RBETAERTARMREELR

CHENGDU DIAMOND TOOLS CO., LTD,

W EEOR DI B dBr & TTH- \A EEC \Alhihaimarth Coill Deafila

24 *Ko.0El24 W K2EI24 W K3EI24 W K3BEI24 W

20 *K6.0E20 W K2E20 W K3E120 W K3BEI20 W

19 *K6.0Ensg w K2En9 W K3E19 W K3BEIT9 W

18 K3EI18 W K3BEI18 W

16 K3El16 W K3BEIT6 W K5ENE W

14 K2EI14 W K3El14 W K3BEIN4 W K5EI14 W

12 K3E2 W K3BEI12 W KSEn2 W

1 K3EIT W K3BEIT1 W KSEIT W KeBEITT W
10 KSENQ W

9 KSEI9 W

8 KSEI8 W

7 K5E7 W

6 K5El6 W KEBEIG W
5 KEBEIS W
45 KEBEIAS W

*WNRRRABEET

* Insert with one cutting edge
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B KR FSESHET] K Series Threading Milling Tools

NDT_ANC2E FH= W EEIB nTEE TIH NIDT_RN® Amarinan Natinnal Dina Thraade

J15 R Insert Size

L=22mm D=5/8" L=27mm D=3/4" L.=38mm
NPT
15 K3-11.5 NPT K3B-11.5 NPT K5-11.5 NPT KEB-11.5 NPT
8 K5-8 NPT KeB-8 NPT
*MARKRRRABEEA
* Insert with one cutting edge
1M1 U=3/8" L=1omm U=3/85" L=£ZMm U=5/5" L=Z/Mm U=3/4" L=35Mm
14 K3-14 NPTF K3B-14 NPTF
) K3-11.5 NPTF K3B-11.5 NPTF K5-11.5 NPTF K6B-11.5 NPTF
8 K5-8 NPTF K6B-8 NPTF
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B KR FSESHET] K Series Threading Milling Tools ARSI LAERALAR
FIN I2ZEEAS S8 TN 8B 4rEETIH- 1IN 1T Aviatian Theand
% H Ext K2E20 UNJ K3E20 UNJ
P Int *6,0120 UNJ K2120 UNJ K3120 UNJ
" S Ext K3E18 UNJ
A Int *6.0118 UNJ K218 UNJ K318 UNJ
S Ext K2E16 UNJ K3E16 UNJ K5E16 UNJ
1 A Int *K6.0116 UNJ K216 UNJ K316 UNJ K516 UNJ
" S Ext K2E14 UNJ K3E14 UNJ
P Int K214 UNJ K314 UNJ
5 SExt K3E13 UNJ
A Int
S Ext K3E12 UNJ K5E12 UNJ
* A Int K312 UNJ K512 UNJ
. A Ext K5SET1 UNJ
A Int K511 UNJ
14 K3-14 BSPT
11 K3-11 BSPT K5-11 BSPT
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B KR FSESHET] K Series Threading Milling Tools

BT TIHT Theaadina Millina TaalkhalAdAava

KSC1209-126.0-1 69 12 12 6.8 9
K6.0 M2,2%0.45%5 T07
KSC2009-176.0-1 84 17 20 6.8 9
KSC1211-122-1 70 12 12 89 115
K2 M2.6%0.45%6 T08
KSC2011-202-1 85 20 20 89 115
KSC1617-223-1 90 22 16 136 17 -
KsC2020-433-1 95 43 20 166 20 UNC5%8
KSC1617-293B-1 795 29 16 135 17 -
K5C2019-2938-1 815 29 20 155 19 o~
KSC2519-303B-1 923 30 25 155 19 UNC5%9.5
KS5C2522-3038-1 90.8 30 25 185 22
KSC2530-525-1 110 52 25 24 30
K5 M5%0.8%15
KSC3237-585-1 120 58 32 31 37 o
KSC3235-5368-1 115 53 32 27 35
K6B M7x1%15
KSC4046-6368-1 135 63 40 38 46
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B KR FSESHET] K Series Threading Milling Tools

®

RBETAERTARMREELR

CHENGDU DIAMOND TOOLS CO., LTD,

BB TIHT Theaadin~ Millina TaalhaldAr~

KSC2511-172-1 125 17 25 89 115 K2 M2.6%0.45%6 T08
KSC2522-253-1 125 25 25 186 22 -
KSC2522-633-1 125 63.5 25 186 2
UNC5%8 Tio

KSC2019-443B-1 96.5 44 20 155 19 -
KSC2522-633B-1 125 635 25 186 22
KSC2530-925-1 150 92 25 24 30

K5 M5x%0.8%15
KSC3237-985-1 160 98 32 31 37 T25
KSC4046-936B-1 165 93 40 38 46 KeB M7x1x15
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B KR FSESHET] K Series Threading Milling Tools

BT TIHT Theaadina Millina TaalkhalAdAava

KSC2009-156.0-1 85 15 20 6.7 9 1 K6.0 M2.2%0.45%5 T07
KSC2010-152-1 77 15.5 20 74 10 1
K2 M2.6%0.45%6 T08
KSC2012-152-1 77 155 20 9 12 1
KSC1615-203-1 91 205 16 122 15.5 1 K3 UNC5%8 T10
KSC2518-304-1 88 30 25 134 18 1 UNC8x11
K4 T20
KSC2520-404-1 98 40 25 16 20 1 UNC8x12
KSC2525-405-1 98 40 25 19 25 1 - M5x0.8%15 .
KSC2522-405-1 98 40 25 164 22 1 M7x1x15
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B KR FSESHET] K Series Threading Milling Tools

®

RBETAERTARMREELR

CHENGDU DIAMOND TOOLS CO., LTD,

BB TIHT Theaadin~ Millina TaalhaldAr~

KCC1615-223-1 90 22 16 125 155 -
KCC2019-233-1 85 23 20 15 19
UNC5%8 T10
KCC1617-293B-1 795 29 16 135 17 K38
KCC2019-293B-1 815 29 20 155 19
KCC3237-585-1 120 58 32 31 37 K5 M5%0.8%15 T25
L L1 D D1 D2
KSC2017-202-2 85 20 20 144 17
KSC2526-433-2 100 43 25 225 26
KSC2526-463B-2 104.2 46 25 225 26
KSC3242-455-2 120 45 32 36 42
KSC4052-656B-2 137.2 65 40 44 52
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D2 d H Zt

KSED3816-2-6 38 16 40 6
KSED5022-2-8 50 22 40 8
KSED5022-3-6 50 22 40 6
KSED6322-3B-6 63 22 40 6
KSED6322-5-4 63 22 45 4
KSED6322-6B-4 63 22 50 4
KSED8027-5-6 80 27 50 6
KSED8027-68-5 80 27 50 5
KSED10032-5-7 100 32 55 7
KSED10032-6B-6 100 32 55 6
KSED12540-5-9 125 40 63 9
KSED12540-6B-8 125 40 63 8
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Deep Series Threading Milling Tools



B RFLAFVIELEET] Deep Series Threading Milling Tools

FILRINIRN R T RSk

Deep Series Threading Milling Inserts - Code Keys

D U | DB 60 = DLT9
1 3 4 5 6 7
1 EERS 2. IER 3. AR 4 MIXB 5. 4 & |
Product Series Insert size Insert type Type of insert Pitch
I-A R4 Internal BT E JEE I R-1R
Full Profile- Partial Profile-
Pitch Range Pitch Range
mm tpi mm tpi
2.0-5.0 - DA  0.5-1.5 48-16
DB  1.5-2.0 16-12
DC  2.5-4.0 10-6
DD 2.0-2.5 12-9
DE 2.5-3.5 10-7
DH 4.0-6.0 6-4
TR-30°k8 A48 4L = DK  6.0-8.0 4-3
-Trapez DIN 103 T DL - 11-7
DM 2.5 10-5
DN  1.0-2.0 24-11
6. mEMK DP  1.5-3.0 16-8
Coating type DR  2.0-4.0 26-14
ghp DT - 12-6
DT3-&E A F#i, BAHER
First choice for carbon steel and ordinary steel process
DLTO9-i& Al F A 5 M B 4k in T4 %
Excellent for stainless steel and difficult operations
= 11 =3
FILRINEMRIRB N R SR
Deep Series Threading Milling Toolholders - Code Keys
D 25 w 26 = 80 2 -
1 2 3 4 5 6 7 8 9 10
1. =@ERY 2, JIFHE 3, BHEIEK 4, JIWER 5 ZERDR
Product Series Tool Material Cooling Form Shank Dia.[mm] Fastening Form
D-RAL&7I N -4 C- P4 9,540 W - I =
D-D Series - Steel - Cooling - - Side Lock
C-BER& C- Bl
- Hard Alloy - Cylindrical Style
6. HHITIER 7. TIHEK 8, JIRR=F 9. J1F®ER 10, #®EH
Cutting Dia.[mm] Tool Overhang[mm] Insert size Insert type Flutes
13-42 12 14 2130 40 H=9.525mm u 1-4
D=1/4" D=3/8" A
D=1/2" v
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B RFLAFVIELEET] Deep Series Threading Milling Tools ARSI LAERALAR
ez = 2
FARINEN IR DR S A
Deep Series Threading Shell Mill Toolholders - Code Keys
D D48 22 | - 3 u |- 5
1 3 4 5 6 7
1, EREZ 2. AHHR 3. MHITNER 4, WALEE 5. IR
Product Series Cooling Form Cutting Dia.[mm] Drive Hole Dia.[mm] Insert size
D- RFLEF C-P%Ep D=1/4" D=3/8"
D-D Series Cooling 42-98 16 22 27 32 D=1/2*
6. TIHHR 7. W
Insert type Flutes
u 4-7
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ANOFFEZILFI DArtial Drafila 2N°

D D> !
ug AR vEl
V! V-type
TR R Insert Size o 485B Pitch I
iT %5 Order No. R(mm)
H(mm) T(mm) MM TPl Tool holder
S NIVIDAGD 05-15 48-16 0.04
IDT60 20-40 12-6 008
DNC..1V
425 Pitch I #
drder No. Rimm)
MM TPI Tool holder
IDAGO 05-15 48-16 005 DNC..2U
IDB60 1.5-20 16-12 0.06 DCC..2U
IDD60 20-25 12-9 on
DCC14C17-652U-2
IDM60 25 10 0
IDC60 25-40 10-6 0.14 DNC..2U/DCC.2U
IDB60 1.5-20 16-12 0.06
IDE6O 25-35 10-7 0.14 DNC..3U
IDH60 4.0-6.0 6-4 0.25
IDK60 6.0-80 4-3 030 DNC..4U
9235 Pitch ¥
drder No. R(mm)
MM TPI Tool holder
IDP60 1.5-3.0 16-8 006 DNC..2A
IDT60 2040 12-6 0.08 DNC..3A
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- . . . - BN AEETARRRE LT
B R 7L A FIIELEET] Deep Series Threading Milling Tools s A
55°3EE F & Partial Profile 55°
p
SRE External
.0 | e
vR Ve
o
VA V-type
T 5 R~ Insert Size ik
BA Hmm) Teom) iT % & Order No. $REE TPI R(mm) ool hold
00l holaer
R QRI8 A3R D1VIDR55 26-14 0.10 DNC..IV/DCC.AV
7
T# & Order No. $REE TPl R(mm)
Tool holder
D2UIDASS 48-16 008
D2UIDB55 16-12 011 DNC..2U/DCC.2U
D2UIDL55 1-7 024
D3UIDBSS 16-12 008
D3UIDL55 1-7 024 DNC..3U
D3UIDH55 6-4 0.27
1/2"U 22 D4UIDK55 4-3 050 DNC..4U
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BERABSL Trapez

-
4 MR Internal N
30
4\
ﬁe)s :EIIJN I(SN 103 :
ined by :
RESE : Te/TH D
N Tolerance class : 7e/7H / L—J ‘
1L VE
N
VA V-type
7R R Insert Size
e T# 5 Order No. 938 mm
H{mm) T(mm)

T DIVI2Z.00TR 20

6.35 D1VI3.00TR 30

D1VI4.00TR 4.0

Size A

T4 & Order No. -

L(mm) Application
D2UI3.00TR (TR22-60)%3
1 D2U14.00TR (TR20-110)x4
D2UI5.00TR (TR22-28)x5
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CHENGDU DIAMOND TOOLS CO., LTD,

ME=R (PN = TIEE Ctandard Tanlhaldare Car Cida | AnlA/l ] A

DNC16W15-402U-1 95 40 16 " 14.75 1
DNC25W21-602U-2 123 60 25 16 2065 2

1/4°U DNC25W23-702U-2 135 70 54 25 177 23 2 M3x7 To8
DNC25W26-802U-3 147 80 25 204 26 3
DNC32W31-952U-4 164 95 32 257 31 4
DNC32W37-953U-3 166 95 32 29 365 3

3/8"U 8.0 M3.5%12 5
DNC40W42-1203U-4 201 120 40 342 42 4
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JIATBIE A 04 ES24L Standard Thread Application By Toolholder

BRI E R MinThread ¢
T#FToolholder  D2(nm) SO IS0 4B5F 15O Fine UNC UN/UNF/UNEF/UNS BSP(G) 55 TR
ISO Coarse
M16%0.5M16%0.75; S/832UNS/B-2BUNS/B2TUNS, oo G143,
M18x25, ] ) 19, : TR22x3,
DNCISWIS402-1 1475 M16%1.0M17%1.25; 3/4-10 11/16-24UN,11/16-20UN, g RN,
M24%30 1SN T00 11/16-16UN,3/4-14UNS, o 71898, TR24%3
- - 3/4-12UN 11/87
N22X05M22X075; . 7/8-32UN,7/8-28UN,7/8-27UNS, 1-26,1-20,
M24x30, : i . 161
DCSWISRUY 2065 o MM iy, (RSB IENS il o s
' X1.5M23%20; 13/8-6 PUESNGRRIELE, i Wl g
M23x1.3M23x20; / 15/16-12UN,1-10UNS 181 1/87
M27%3.0; mig:?;mi:ii 1-32UN,1-28UN,1-27UNS, EZHQ
ONCISW 02 23 M30%35; AR VY el LS e, L1/1612 —
et M26%1.5M26%2.0; 1-16UN,1-14UNS, 1-12UNF, =0 '
: M27%25 11/8-10UNS,1 1/8-8UN Vi)
11/8-7
M27%0.5M27%0.75; 1 1/8-28UN,1 1/8UNS,
——— M30%35; M2SXIOM28XI 25 1 1/47, VU Tt U B, i, BT,
’ M36%4.0 N28%1.5,M29%2.0; 13/86 J iR L b 1 il A
e —_ 1/8-12UNF,11/4-10UNS, 131681 1/4-7
ST 13/16-8UN
D13 [EPED. Ty 15/16-28UN,1 3/8-24UNS,
M33x1.0,M33x1 .25, 15/16-20UN,1 5/16-18UNEF, 13/8-26,1 3/8-20,
DNC32W31-952U-4 31 M36x%4.0 M33x1.5 M34x2 0, 11/26 15/16-16UN,1 3/8-14UNS, 11/81 13/8-16,1 3/8-12, -
M34x2.b, M3bx3.0; 13/8-12UNF,1 3/8-10UNS, 17n68
M36x3.5 1 3/8-8UN
M42x45, A 15/8-16,
e M391.5M39%20; 1 3/4-5, 19/16-16UN, 1 5/8-14UNS, 1 5/8-12,
DNC32W37-953U-3 365 M56X5.5 M40%2.5M41%3.0; 2-45, 19/16-12UN,1 5/8-10UNS, 11741 15/8-8, —
- M42x35M42%40 21/24 15/8-8UN,1 5/8-6UN 21/46
M64X6.0; ,
13/45
17/8-16,
M4gx50; Ma5x1 5 MA5%2.0; s 1 3/16UNT 34T 4UNS s
DNCAOWAZ120304 42 MS6X55; M46x2.5M483.0; i 113/16-12UN,1 13/16-8UN, 117201 17/8-8, —
M64%6.0 M48x3.5M48%40 115/16-6UN 17/8%,
245
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®
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CHENGDU DIAMOND TOOLS CO., LTD,

I E A A E =450 T MmN

Hard Allns @iandnrd Toolholders For Cycindrical Style(U-type)

\
L3(min)
EEEEE=SSes s ==iE e e ] -0
L1(max)
DCCBC15402U-1 109 4 54 18 8 1475 1
DCCIOCIS-602U-1 120 60 54 25 107 1475 1
/41 DCCI4CI7-65202 132 65 34 30 14 172 2 M3x7 T08
DICI4C21-65202 136 65 54 30 14 2065 2
DCCI6C21-802U2 135 80 55 34 16 2065 2
TIFFETE R ROFRHESZ4L Standard Thread Application By Toolholder
B/NMREEE Min Thread @
50 48 5F . .
JI#E Tool holder D2 (mm) 15O 405F 150 Fine UNC UN/UNF/UNEF/UNS BSP(G) 55 R
ISO Coarse
MIBK2S pgxasmisxozs, 2;:190 5/8-32UN,5/8-28UN,5/8-27UNS, H;:ﬁgm:?g TRA3TR24%3,
M24x30, 9, L . 1614, oo TRaXS,
DCCBCIS4020-1 1475 MIGKIOMITXIZS, 1g 11/16-24UNEF, 11/16-20UN, VER i
M30x3.5, ' 11/16-16UN,3/4-14UNS, -1 s TR24x5,TR26%5,
el M17%1.5M17%20 TV e 3410778,
36%4.0 13/86 1817/87 TRBS
MIGKOSMIGR0TS, 3010 5/8-32UN,5/8-28UN,5/8-27UNS, 11626111160,
M18x25, -10, ) ) . y TR22%3,
—— MIGKLOMIZAIZS, 7780 11/16-24UNEF,11/16-20UN, VR4 166111614,
M24x30 175 11720 s 11/16-16UN,3/4-14UNS, 11 3412781, TR24%3
SRS 11/16-12UN 38107189
M20x25,
DCCI4CIT65202 172 M21%20 7/8-9 7/8-10UNS,13/16-12UN — — —
M22x25
M24x30, M2X05M22X075, 14 7/8-32UN,7/8UN,7/8-27UNS, 1-26,1-20, (TR26-TRE0)3,
e . - 161 Thagxd,
e we s mbann [, S e mn o m
M23%1.5M23%2,0 13/86 e oo ol | T T
M36x40 * 15/16-12UN,1-10UNS 181187 T
M22x0.5,M22%0.75, 18 7/8-32UN,7/8UN,7/8-27UNS, 1-26,1-20,
M24x30, 5, ] ' 1461
DCCT6C21-80202 2065 30 M22X1OM23%125,  11/87, 7/8-24UNS,7/8-20UNEF, Yol 1161412, (TR26TRG0)¥3
M30x3.5 Vet S 320 3t 1-18UNS,15/16-16UN,1-14UNS, 111 1101 1/8-9,
S 15/16-12UN,1-10UNS 1811/87
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Mt EITE R T (RN

Ctanl CtanAdard Tanlhaldare Car MuninAdrianl ChilAll | finA)

DNCI8C23-862U02 166 8 54 40 18 233 2
1/4" DNC20C26-105U3 186 105 54 40 20 26 3 M3x7 T08
DNC25C31-115204 196 115 54 46 25 3] 4
3/8" DNC28C37-1443U-3 222 144 8 60 28 365 3 M35%12 TI5
TIFFETE R ROFRHESZ4L Standard Thread Application By Toolholder
B/MREE R Min Thread @
Z#F Tool holder D2 (mm) 150 5 IS0 45 IS0 Fine UNC UN/UNF/UNEF/UNS BSP(G) 55
ISO Coarse
M2730, ﬂi::?éﬁ:?i 1-32UN,1-28UN,1-27UN,1-24UNS, 112?811260
DNCI8C23-862U-2 233 M30%335, DA 11/87 1-20UNEF1-18UNS,1-14UNS, 3414, | i
Vasxi M26X1.5M26%2.0, 11/16-12UN,1 1/8-10UNS, 1411 | ves
: 11/8-8UN )
M27%2.5 g
M27%0.5M27%0.75, 11/8-28UN,1 1/8-24UNS, e e
DNC20C26-1052U-2 26 M30x35 A 11/47 Pl LAl 7814, 13/16-16,
M36%24.0 M28%1.5M29%2.0, I 111 131612,
NG 310N a1
M32x0.5,M32x0. 75, 15/16-28UN,1 1/2-24UNS, 1511626,
M33x1.0,M33x1.25, 11/2-20UN,1 1/2-18UNEF, 15/16-20,
DNC25C31-1152U-4 3 M36x4.0 M33x1 .5 M34x2 0O, 11/2-6 13/8-16UN,1 3/8-14UNS, 11/81 13/8-16,
e B ks O, 1.3/8-12UNF,1 3/8-10UNS, 13/8-12,
M36x3.5 17/16-8UN 17/16-8
M42.5%4.5, 15/8-16,
e M39%1.5M40%2.5, 13/4-5, 19/16-16UN, 1 5/8-14UNS, 15/8-12,
DNC28C37-1443U-3 365 M56%5 5' M41x3.0,M42%35, 2-45, 19/16-12UN,1 5/8-10UNS, 11/4-11 15/8-8,
> Nd2x40 21/2+4 15/8-8UN,1 5/86UN 21/4%,
M64%6.0 13/45
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CHENGDU DIAMOND TOOLS CO., LTD,

T 1IN Chall Milla/1 ] fima)

D12Da
<
E7 Il a d
© o)
v ©
(=]
DCD4-163U4 34 42 16 40 8 4 Ngx1 25%28
3/8"y DCD4B223U5 40 48 2 40 8 5 M35%12 TI5
M10x150%35
DCDS6-223U6 8 6 2 4 8 6
DCDB8-274U-6 76 88 27 50 108 6 M12x1.75%40
1/2°U Mdx14 TI5
DCD9B-324U-7 85 98 32 55 108 7 M16%2.00%40
TIFFETE R ROFRHESZ4L Standard Thread Application By Toolholder
B/MREE R Min Thread @
IS0 B5F . .
Z#F Tool holder D2 (mm) IS0 4R 5F 150 Fine UNC UN/UNF/UNEF/UNS BSP(G) 55
ISO Coarse
N48X5.0, Ma45%1.5M45X2.0, 5/8-32UN,5/8-28UN,5/8-27UNS, 17/8-16,
DCD42-163U-4 42 MS6%5.5, M46x2.5M48X30, ;7‘/524 ‘ 7; 12'228EE3F}‘ v ‘E‘iSUN' 1111 1 ;fg;z
11/16-16UN,3/4-14UNS, 3,
M64x6.0 L e A 11/16-12UN 17/8-62-45
M52x1.5 M52%20, 5/8-32UN,5/8-28UN,5/8-27UNS, 21621/412,
M56%5.5, ) :
DCD48-223U-5 48 M52%2.5M52%3.0, 21/, 11/16-24UNEF,11/16-20UN, e LA
M64%6.0 21/2-4 11/16-16UN,3/4-14UNS, 21/4635,
M55%40
11/16-12UN 31/2:452 1/44
M60X1 5, M60%2.0, 21621212,
DCD56-223U-6 56 M64%6.0 MB0%2.5,M60%3.0, 21/2-4 7/8-10UNS,13/16-12UN 211 i ‘5{34’] ﬁ’;‘“&
M64%4.0 T
DCD88-274U-6 88 — M5X6,0,M130%8 44 7/8-32UN 31401 4341/44
DCD98-324U-7 98 — M105%6,0M130%8 — 7/8-32UN 411 41/44
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fR+FEldE =i TIET FARIN Ctanl CtanAdard TanlhAaldarae Car Muaindrianl Childal A funA)

1/4"A DNC20C26-1052A-3 184 105 3 40 20 26 3 M3x7 T08
3/8"A DNC28C35-1443A-3 218 144 4 46 28 353 3 M3.5%12 T15
TIFFETE R ROFRHESZ4L Standard Thread Application By Toolholder
B/MREE R Min Thread @
J#F Tool holder D2 (mm) 1SC 3 5F 150 Coarse 1SO 4B 5F 1SO Fine UNC UN/UNF/UNEF/UNS BSP(G)

M28x1.5M29%2.0,

11/8-16UN,1 1/8-14UNS,

DNC20C26-1052A-3 2% — — 13/16-12UN,1 1/4-10UNS,
X X
M30x2.5,M30%3.0, VT
M38x2.0,M39%2.5, 19/16-12UN,1 5/8-T0UNS,
-1443A- 353 — ; '
DNC28C35-1443A-3 M39%3 0M40%4.0, 15/8-8UN,1 5/8-10UN
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fRMHHMIE R 4= TIET (VDN Ctanl Ctandard Tanlhaldars Ear Cida | Anl /A fiina)
DNC20W24-901v-3 142 90 2 20 193 2385 3
DNC32W33-1151V-5 179 115 2 32 277 2385 5
DNC32W24-601V-3 122 60 2 32 193 2385 3
DNC25W24-801V-3 138 80 2 25 193 2385 3
DNC32W24-801V-3 142 80 2 32 193 2385 3
9525 635 DNC32W24-901-3 152 90 2 32 193 2385 3 M2.5%8.5 TO7
DNC32W28-901V-5 153 90 2 32 23 28 5
DNC32W30-951V-3 157 95 2 32 246 295 3
DNC32W33-951V-5 159 95 2 32 277 3285 5
DNC32W34-901v-6 122 90 2 32 29 34 6
DNC32W40-901v-8 142 90 2 32 35 40.25 8
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B2 FEEREEBYYT] Solid Carbide Threading Milling Tools

®

RBEFAEE T AHRETLA ' ﬂg‘
CHENGDU DIAMOND TOOLS CO., LTD,

EFERS SRR INIE SRS

Soild Carbide Threading Mills - Code Keys

RH 12 10 2.00 ISO = | DLT9
1 2 3 4 5 6 7 8
1. &R 2, FH 3, Wiz 4. YIHITI#E
Product Series Teeth Shank Dia. Cutting Dia.
RH — #ie#ismsaEdl 03 — 3.0 mm
HeliCool Ry RALIBE ] 04 — 4.0 mm 0.7 — 19.9 mm
RHR — SE Rl 4 ls #1417l Only for Deep Threading - Long Tools 06 — 6.0 mm
HeliCool R 08 — 8.0 mm
RHC — #E@HENAHNELHGEE M 10 — 10.0 mm
HeliCool C 12 — 12.0 mm
R — MEE# T 4T 14 — 14.0 mm
HeliCal 16 — 16.0 mm
RS — HEXAHIL 18 — 18.0 mm
Straight Flutes 20 — 20.0 mm
RD — RFLBGEET]
Deep Threading
5. IR 6. #RiE 7. BEARE
Type of Series Pitch Standard
E — 4hMg4  External S F BB E ISO — ISO #rig BB 4L I1SO Metric
I — MIEL  Internal Full Profile Pitch Range UN — 60° E£Hlg—irE R IR American UN
El - MSMERBRY mm TPI UNC — 60° Eflg—RFsar UN Coarse
External + Internal 0.35-6.0 72-4.5 UNF — 60° £%I%—MmFIEy UN Fine
. . UNEF - 60° E5lg— T igar UN Extra Fine
o PRI UNJ — 60° EHIMSMESE  UNJ
artial Frothe Fiieh B,9¢ BSW — 55° XEMEATFRY Whit.Coarse
A 0.5-0.8 32-56 BSF — 55° ZEEEKEFIBL Whit.Fine
B 0.5-1.0 24-56 BSPT - 55° EH#FE#ERL BSPT
c 1.0-1.50 16-24 BSP — 55° &Hl4R &SR BSP
D  1.0-1.75 14-24 NPT — 60° EE#EHEEL NPT
F 0.5-1.25 20-48 NPTF - 60° &5 F R EL NPTF

8, HEMA

Coating type

DT3-E A TR, BERA#H
First choice for carbon steel and ordinary steel process

DLTO-ER FAHWE MM TR
Excellent for stainless steel and difficult operations
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1ICNESETE ST 10N MaAteia Tl Deafila

Le

L
1.5xDO0 ( Les1.5xIRGIEE )
colant 1.5xD0 ( Le<1.5xThread Diameter )
R 5 (mm) Dimensions(mm) B NoofFlutes  tG¥ Teeth  MIAE Bore Dia.
D D2 L Le L1 z 7t mm
4 240 45 45 47 25
M4xQ.7 — 070 RH0403110.70 15O 4 315 45 6.3 66 33
M5x0.8 — 0.80 RH0403910.80 15O 4 390 45 72 16 ? 42
M6x1.0 (M8-M40)x1.0 1.00 RHO604811.001SO 6 480 57 90 95 ’ 50
M8x%1.25 — 1.25 RHO0806511.251SO 8 650 61 125 131 68
M10%1.5 (M12-M48)%1.5 1.50 RH1008211.501SO 10 820 73 150 157 " 85
M17%1 78 _— 178 RH1NNQAIT 75 1SN mn aan 72 17K 194 in7
J
1.5%xD0 ( Les1.5x8R4HE )
oolant 1.5xD0 ( Le<1.5xThread Diameter )
8847 Thread R Pich  iT#B OrderNo. R (mm) Dimensions(mm) WENoofflues ¥ Teeth MIAZBoreDia
UNC UNF UNEF TPl PIRLL T Internal D D2 L Ll U Z ot mm
NO.10-24 (5/16" 3/8")-24 (9/16"-11/16")%24 24 RHO4035124 UN 4 358 45 74 79 7 38
NO.10-24 (5/16" 3/8")-24 (9/16"™11/16")%24 24 RHO06041124 UN 6 415 57 85 90 8 45
1/4"-20 (716"1/2")-20 (3/4"1")-20 20 RH06048120 UN 6 488 57 89 95 7 5.2
5/16"-18 (9/16"5/8")-18 (/161 11/16"-18 18 RHO8061118 UN 8 615 61 113 120 ’ 8 6.5
3/8"-16 3/4"16 i 16 RH08076116 UN 8 765 61 143 151 9 80
7/16"-14 7/8"-14 — 14 RH10090114 UN 10 900 73 163 172 9 93
1/2"-13 — — 13 RH12104113 UN 121035 73 195 205 10 108
9/16"12 (1™11/2"12 i 12 RH12118112 UN 12 180 73 212 222 ! 10 123
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CHENGDU DIAMOND TOOLS CO., LTD,

W ERORTEIES Bt \A EEC \Ahikaarth ol Deafila

Le

[
1.5%DO0 ( Les1.5xIRGIEE )
colant 1.5xD0 ( Le<1.5xThread Diameter )
R 5 (mm) Dimensions(mm) B NoofFlutes  tG¥ Teeth  MIAE Bore Dia.
D D2 L le U z t mm
6 500 57 127 132 13 53
—_ 5/16"-22 2 RHOB0B3EI22W 8 635 61 162 167 14 67
1/4"20 3/8"-20 20 RHO6044E120 W 6 445 57 127 133 10 50
— 3/8"-20 20 RHOS076E120 W 8 765 61 190 197 3 15 82
5/16"-18 7/16"-18 18 RH60S8EIT8 W 6 58 57 155 162 11 65
— 71618 18 RH10092E/18 W 10 920 73 226 233 16 97
3/8"16 (1/2".916"-16 16 RHO8072E116 W 8 720 61 190 198 12 79
— (1/2",9116")-16 16 RH12105E116W 121050 80 254 262 16 111
—_ 9/16"-16 16 RH14122E116 W 141215 92 286 294 * 18 126
71614 (5/8"11/16")-14 14 RH10085E114 W 10 850 73 218 227 3 12 92
— (5/8"11/16")-14 14 RH14134E114 W 14 1340 92 308 317 17 140
— 11/16"14 14 RH16150E114W 16 1500 92 345 354 ) 19 156
17212 34"12 12 RH10096E112W 10 965 73 254 265 3 12 105
9/16"12 3/4"12 12 RH12113E12W 12 1125 80 275 286 13 121
—_ 34712 12 RH18162E112W 18 1620 102 381 392 18 168
5/87-11 7/8"-11 1 RH14126E111W 141260 92 323 335 ’ 14 134
11/16"™11 — 11 RH16142E111 W 16 1420 92 346 358 15 150
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RQDT AR E FiT W& &50E #r RQDT AR Rritich Qtandard Dina Enll Drafila

oolant
R 5 (mm) Dimensions(mm) B NoofFlutes  tG¥ Teeth  MIAE Bore Dia.

D D2 L Le L1 z 7t mm

6 590 57 100 102 [l 6.7

1/8"-28 28 RHO8076EI28 BSPT 8 765 61 100 102 3 il 87
1/4"19 19 RH10099E119 BSPT 10 9.90 73 14.7 154 Il 1.8
3/8"-19 19 RH12111E119 BSPT 12 11.15 73 14.7 154 11 15.2
(172" 3/4"-14 14 RH16142E114 BSPT 16 1425 92 218 227 4 12 190
(1"11/2" 2" 21/2"-11 n RH20196E111 BSPT 20 1960 102 277 289 12 307
M~ g

| - b2

f‘ ,
)
1.5%xD0 ( Le<1.5x8RLHRE )
solant 1.5xD0 ( Le<1.5xThread Diameter )
843 Thread e T L LT3 UIUE Y, R~ (mm) Dimensions(mm) HH NoofFlutes 5% Teeth  MIA# BoreDia.

TPl AAAEA Intemal+External D D2 L Le L1 z 7t mm

(1/16"1/8")-28 28 RHO8064E128 BSP 8 640 61 118 122 13 6.7
1/8"-28 28 RH10082E128 BSP 10 820 73 145 15.0 16 8.7
(1/4"3/8"-19 19 RH12110EI19 BSP 12 1100 80 200 207 15 118
3/8"19 19 RH16145E119 BSP 16 1450 92 254 26.1 4 19 15.2
(1"4")-1 M RH20199EI11 BSP 20 1990 102 416 427 18 30.7
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NDT AN 2E T EE5NB 1 NIDT_RN® Amaricran Rla'l'iqnal P|pe Threads

~
L1
Le
S=rEEES e [a]
S
dolant
R 3 (mm) Dimensions(mm) B NoofFlutes ¥ Teeth  INTFL42 Bore Dia.
D2 L Le L1 z Zt mm
590 57 94 99 10 63
1/8"-27 27 RHOB076E127 NPT 8 765 61 94 99 3 10 85
1/4"-18 18 RHTQ099EI18 NPT 10 9.90 73 14.1 148 10 1.1
3/8"-18 18 RH12111EN8 NPT 12 1115 73 14.1 14.8 10 145
(1/2" 3/4"-14 14 RH16142E114 NPT 16 1425 92 18.1 19 . 10 177,230
(1"11/4"11/2" 2115 115 RH20196E111.5 NPT 20 1960 102 221 232 10 290,377,440, 560
171/7"2"MR Q RHINTQAFIQ NIDT N 1960 102 31.7 333 10 665, 82.1
\
S/
oolant
A Thead SR FILLI LI DI 1YL R 3 (mm) Dimensions(mm) B NoofFlues ¥ Teeth AT FLE Bore Dia,
£ Threa
Pl WSEBHA Internal+External D D2 L Le L1 Z 7t mm
1/16"-27 27 RHO6059EI27 NPTF 6 5.90 57 94 9.9 10 63
1/8"-27 27 RHO8076EI27 NPTF 8 765 61 94 99 3 10 85
1/4"-18 18 RH10099EI18 NPTF 10 990 73 141 148 10 1.1
3/8"-18 18 RH12111EI18 NPTF 12 1.5 73 141 148 10 145
(1/2"3/4")-14 14 RH16142E114 NPTF 16 1425 92 18.1 19 10 177,230
4
(1"11/4"11/2" 2115 115 RH20196EI11.5 NPTF 200 1960 102 221 232 10 290,377,440, 560
(21/2"3"8 8 RH20196EI8 NPTF 20 1960 102 317 333 10 665, 821

www.cddmd.com | 57



B2 FEERESBYYT] Solid Carbide Threading Milling Tools

1ICNESETE ST 10N MAateia Tl Deafila

Eﬂ‘
2xD0 ( Le<s2xIRGHRR )
adial Cooling 2xDO0 ( Les2xThread Diameter )
R 5F(mm) Dimensions(mm) BB Noof Flutes ¥ Teeth  MIAE Bore Dia.

D2 L Le L1 z Zt mm

48 57 120 125 12 50

i M10%1.0 1.00 RHR1008711.001SO 10 87 73 200 205 ’ 20 90
— M12%1.0 100 RHR1210711.001SO 12 107 73 240 245 4 24 110
M8x1.25 o 1.25 RHR08065I1.25 150 8 6.5 64 163 169 13 6.8
M10x15 (M12-M48)%1.5 1.50 RHR1008211.501SO 10 82 73 195 203 ’ 13 85
i M12x15 150 RHR1009911.501S0 10 99 73 240 248 16 105
_— M1Ax1 8 18N RHR12110Q11 BN 1IN 17 110 Q4 ple2 7012 10 17K
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®

1ICNESETE ST 10N MAateia Tl Deafila

N Do

es With Axial Coolant-Thru&Chamfer

2xD0 ( Le<s2xIRGHRR )

2xDO0 ( Les2xThread Diameter )

R 5F(mm) Dimensions(mm) BER NoofFlutes  H¥Teeth MIAE BoreDia.

! Dc L Le L1 Lc Z Zt mm

63 61 120 125 133 12 50

— M10x1.0 1.00 RHC1208711.00 1SO 12 87 103 73 200 205 213 ’ 20 9.0
— M12%1.0 1.00 RHC1410711.001SO 14107 123 80 240 245 253 4 24 1.0

M8x%1.25 — 125 RHC1006511.25 150 10 65 83 73 163 169 178 13 68

M10x1.5 (M12-M48)x1.5 1.50 RHC1208211.501S0O 12 82 103 80 195 203 213 ’ 13 85
i M12x15 150 RHC1409911.50 1SO 4 99 123 80 240 248 260 16 105
i M14x15 1.50 RHC1619911.50 ISO 16 119 143 92 285 293 305 19 12.5
— M16x15 1.50 RHC1813911.50 150 18 139 163 92 315 323 335 ! 21 145
M12%1.75 i 1.75 RHC1409911.75 150 14 99 123 80 245 254 266 14 10.2

RHC-IL/=Z®& Operating Cycle
i
v

Positioning Chamfering

Thread Milling
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1ICNESETE ST 10N MAateia Tl Deafila

e

3xD0 ( Les3x IR ER )
3xDO0 ( Le<3xThread Diameter )

7m) Dimensions(mm) FEH No.of Flutes B Teeth I H.4E Bore Dia.

D2 L Le z Zt mm

41 63 19 50
M8x1.25 1.25 RDH1T1005811.25 15O 10 58 73 26 3 6.8
M10x%1.5 1.50 RDH1T1007711.50 1SO 10 1.7 73 32 85
M12x15 150 RDH1T1009411.50 ISO 10 94 83 38 105
M12x1.75 175 RDH1T1008711.75 1SO 10 8.7 83 38 1 10.2
M14x2.0 200 RDH1T1210212.00 ISO 12 10.2 92 44 ! 120
M1R¥I A 200 RAHITI419717 A0 18N 14 177 1nn cn A
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RBEFAERE T AHRETLA ' ﬂg‘
CHENGDU DIAMOND TOOLS CO., LTD,

IEFEHIRN

Dartial Drafila RN°

e

3xD0 ( Les3xIRGEHR )
3xD0 ( Le<3xThread Diameter )

£ Pitch iT#%S OrderNo. R (mm) Dimensions(mm) ~ E¥NoofFlutes i3 Teeth
TPI PR T Internal D D2 L Le z Zt
M5%0.8 MYXU.5,MY%U./5 NO.IO-S&UNSLNO.]O—}EUNF' 0508 32-56 RDH1T043901A60 4 39 45 16 4
NO.12-56UNG,NO1248UNS, 1 /440UNS,
M6X10 M6X0.5,M6%0.75 1/4"36UNS, 1/4"32UNEF,1/4"28UNF, 0510 2455  RDHITO6485IB60 6 485 51 20 5
1/4=27UNS, /4" 24UNS
5/16"48UNS 5/16/40UNS 5/16"-35UNS,
M7X05M7%075, , ; )
M8x125 o0 5/16"-32UEFS/16™28UN,5/16™-27UNS, 0415 2048  RDHITOS590IF0 6 59 64 25 5
o 5/16"-24UNS 5/1620UN
. M105%05M11%0.75, 7/16"-32UN,7/16"-28UNEF, e oo R R 6 1
M11%10 7/16"27UNS, 7/16"-24UNS o
M10%15 M10X1.0M10%1.25 VB 2IUNE3/B™20UN, M50 1624 RDHITOS790IC60 8 79 63 32 6
‘ . ' 7/16"-18UNS,7/16"-16UN o
Migwlzs  MIZXTOMI2XTZS, V2 24UNS2"-UNS V28NS, M5 1424 RDHITIOS90IDE0 10 99 73 38 6
' M12x1.5 1/2"-16UNS, 1/2"-14UNS o
M13.5%1.0M14%1.25,
— 9/16"24UNEF WM 1424 RDHITI2ZNGIDGD 12 1180 83 45 6

M14x15
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1ICNESETE ST 10N MAateia Tl Deafila

2xD0 ( Le<s2xIRGHRR )

u-Internal 2xD0 ( Les2xThread Diameter )
R (mm) Dimensions(mm) AHNoofFlutes ¥ Teeth MIAZ BoreDia.

D D2 L Le z Zt mm

4 22 45 6 3 12 25

i M4x0.5 05 R0403010.5 150 4 3 45 8 3 16 35
— M5%0.5 05 R0403910.5150 4 39 45 10 3 20 45
M4x0.7 o 0.7 R0402810.7 150 4 28 45 84 3 12 33
— M6x0.75 075 RO403910.7 150 4 39 45 12 3 16 53
M5x%0.8 i 08 R0403510.8 1SO 4 35 45 104 3 13 4.2
Méx1.0 M8-M40x%1.0 10 R0403911.0150 4 39 45 12 3 12 5
— M8x1.0 10 RO605911.0150 6 59 57 16 3 16 7
—_— M10%1.0 10 RO807911.01SO 8 79 63 20 3 20 9
o M12x%1.0 10 R1009911.0150 10 99 73 24 4 24 1
M8x1.25 — 125 RO605811.25 1SO 6 58 57 1625 3 13 6.8
i M10%1.25 125 R0B07711.25 150 8 7.7 63 20 3 16 88
M10x15 M12-M48x%1.5 15 RO807711.5150 8 77 63 21 3 14 85
— M12%15 15 R1009411.5 [SO 10 94 73 24 4 16 105
—_— M14x1.5 1.5 R1211211.5150 12 1.2 83 285 4 19 125
— M16%1.5 15 R1211911.5150 12 19 83 33 4 22 14.5
M12x1.75 — 1.75 R1008711.75 150 10 87 73 245 4 14 10.2
M14x2.0 M17-M80%2.0 20 R1009912.01S0 10 99 73 28 4 14 12
M16%2.0 M17-MB0x2.0 20 R1211912.0150 12 19 83 32 4 16 14
M18-M22%2.5 -_ 25 R1613912.5150 16 139 92 40 5 16 15.5
M24%3.0 i 30 R1615913.0150 16 158 92 42 4 16 21
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1IN anoZESl4E __dF i

LINI 2N° AvrmAariaan 1IN Coll DeafilA

2xD0 ( Le<s2xIRGHRR )

u-External 2xDO0 ( Les2xThread Diameter )
L R 5F(mm) Dimensions(mm) B No.of Flutes B Teeth
al D D2 L Le z Zt
4 39 45 8.7 [l
NO.12-28 28 RO4039E28 UN 4 39 45 118 13
NO.12-24 24 RO4039E24 UN 4 39 45 116 1
1/4"-20 20 R0O4039E20 UN 4 39 45 127 ’ 10
5/16"-18 18 RO6059E18 UN 6 59 57 169 12
3/8"16 16 ROB079E16 UN 8 79 63 191 12
QMR 1 19110517 1IN 1 10 02 K0k ) 14
L
2xD0 ( Les2xiRWUE R )
u-External 2xD0 ( Les2xThread Diameter )
FREX 111EU FREE FILL LI 3L/ UIUET INU. R 3 (mm) Dimensions(mm) B No.of Flutes ¥ Teeth
T Coarse mm SNRET] External D D2 L Le z 7t
M3x0.5 050 R04039£050 1SO 4 39 45 6 12
M4.5%0.75 0.75 R04039E0.75 1SO 4 39 45 9 12
Méx1.0 1.00 R04039E1.00 1SO 4 39 45 12 3 12
M8%1.25 125 RO6059E1.25 ISO 6 59 57 1625 13
M10x1.5 1.50 R0B079E1.501SO 8 79 63 21 14
M14x2.0 200 R10099E2.00 ISO 10 99 73 28 4 14
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1IN anoZEHIl4E _dFdr 1IN 2N° Armarinan | IN Eull DeAfilA

2xD0 ( Le<s2xIRGHRR )

u-Internal 2xD0 ( Les2xThread Diameter )
Order No. RHmm) Dimensions(mm) ~ ## NoofFlutes % Teeth M Bore Dia
I Internal D D2 L Le Z Zt mm
10136 UN 4 3 45 85 3 12 35
NO.10-32 NO.12 , 3/8"-32 32 R04033132 UN 4 33 45 111 3 14 4
NO.12-28 , 1/4"-28 7/16"1/2"-28 28 R04038128 UN 4 38 45 118 3 13 46
1/4"-28 7/16"1/2"-28 28 R06046128 UN 6 46 57 127 3 14 55
7/16"1/2"-28 28 R10092128 UN 10 9.2 73 227 4 25 102
NO.10-24 5/16"3/8"-24 9/16"11/16"-24 24 R04029124 UN 4 29 45 106 3 10 38
NO.12-24 5/16"3/8"-24 9/16"11/16"-24 24 R04035124 UN 4 3.5 45 1186 3 i 45
5/16"3/8"-24 9/16",11/16"-24 24 R0O6057124 UN 6 57 57 159 3 15 6.8
3/8"-24 9/16",11/16"-24 24 R08074124 UN 8 74 63 191 3 18 85
9/16",11/16"-24 24 R12119124 UN 12 119 83 286 4 27 132
1/4"-20 7/16"1/2"-20 3/4"1"-20 20 R04039120 UN 4 39 45 127 3 10 5.2
7/16"1/2"-20 3/4"1°-20 20 R10085120 UN 10 85 73 229 4 18 98
1/2"-20 3/4"17-20 20 R10099120 UN 10 99 73 254 4 20 15
3/4"1"-20 20 R16159120 UN 16 159 92 381 5 30 178
5/16"-18 9/16"5/8"-18 11/16"111/16"-18 18 R06052118 UN 6 52 57 169 3 12 6.5
9/16"5/8"-18 11/16"111/16"-18 18 R12113118 UN 12 N3 83 296 4 21 128
5/8"-18 11/16"111/16"-18 18 R12119118 UN 12 19 83 325 4 23 145
3/8"-16 3/4"-16 16 R08067116 UN 8 6.7 63 191 3 12 8
3/4"-16 16 R16159116 UN 16 159 92 381 4 24 175
7/16"-14 7/8"-14 14 RO8076114 UN 8 76 63 236 4 13 93
7/8"-14 14 R20187114 UN 20 187 104 444 4 24 205
1/2"13 13 R10089113 UN 10 89 73 254 4 13 108
9/16"-12 1"11/2"12 12 R12103112 UN 12103 83 296 4 14 123
1"11/2"12 12 R20199112 UN 20 199 104 508 5 24 235
5/8"11 " R12110111 UN 12 " 83 323 4 14 135
3/4"-10 10 R16135110 UN 16 135 92 381 5 15 16.5
7/8"-9 9 R1615219 UN 16 152 92 452 4 16 195
18 8 R2017018 UN 20 17 104 508 4 16 22
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RQD/IN\_RROH F= W& ME T RQDIN\_AR® Rritich Qtandard Dina Enll Drafila

t Thru-Internal and External

2xD0 ( Les2x#RELE1Z )
2xD0 ( Le<2xThread Diameter )

R (mm) Dimensions(mm) EHNoofFlutes  ti¥iTeeth  MIAE BoreDia.
D D2 L Le z Zt mm
58 57 163 3 18 6.7
1/8"-28 28 ROBO77EI28 BSP 8 77 63 20 3 n 87
(1/4"3/8"-19 19 R10099E119 BSP 0 99 73 267 4 20 1138
3/8"-19 19 R16134E119 BSP 6 134 92 334 4 25 152
(1/2"3/4"14 14 R16157E114 BSP 16 157 92 435 5 24 19
(am11/2m2m2 12711 1 R20199E111 BSP 20 193 104 416 5 18 307
_____ _ ‘%
/
2xD0 ( Les2x$RGEHR )
T % 21 4 s £ e s 5 ¢ rmat « e« e —wweee L 1HIU-INErNal and External 2xD0 ( Les2xThread Diameter )
843 Thread %8B Pitch iT 5 Order No. R 3 (mm) Dimensions(mm) BB NoofFlutes ¥ Teeth  MIF Bore Dia.
TP PISAER Internal+External D D2 L Le z zt mm
111628 28 ROG058EI28 BSPT 6 58 57 163 3 18 6.7
1/8"-28 28 ROBO77EI28 BSPT 8 77 63 20 3 py) 87
1/4"19 19 R10099EI19 BSPT 0 99 73 267 4 20 1138
3/8"-19 19 R16134E119 BSPT 6 134 @2 334 4 25 15.2
(1/2"3/4")-14 14 R16157E114 BSPT 16 157 92 435 5 24 19
ami12m2m2 1201 1 R20199EN1 BSPT 20 199 104 416 5 18 307
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NDT AN 2E Fi s EENE it NIDT_RN® Amaricran Natinnal Dina Thraade

t Thru-Internal and External

R (mm) Dimensions(mm) B3 No.of Flutes

W Teeth  MIAE Bore Dia.

D D2 L le z It mm

53 57 94 3 10 63

1/8"-27 27 RO8075E127 NPT 8 75 6 94 10 85
1/4"18 18 R10094E118 NPT 0 94 73 141 4 10 11
3/8"-18 18 R12119E118 NPT 12 19 8 141 10 145

(1/2"3/414 14 R16155E114 NPT 6 155 9 254 5 14 177,230
(1727115 15 R20199E111.5 NPT 20 199 104 330 5 15 290-56.0

7 1/72" 3" 2 RINTQGFIQ NDT N 100 1NA 221 A 17 AAE
_____ o = |{¢\

TYAMIL IR LT X T UL A £ TV VLS d

¢ oo+ rree e oo el THrU=Internal and External

843 Thread %8B Pitch iT 5 Order No. R 3 (mm) Dimensions(mm) BB NoofFlutes ¥ Teeth  MIF Bore Dia.
TP PISAER Internal+External D D2 L Le z zt mm
1116727 27 ROG053EI27 NPTF 6 53 57 94 3 10 63
1/8"-27 27 RO8075E127 NPTF 8 75 63 94 10 85
1/4"18 18 R10094EI18 NPTF 10 94 7314 4 10 M1
3/8"-18 18 R12119EI18 NPTF 12 N9 83 141 10 145
(1/2"3/4"-14 14 R16155E114 NPTF 16 155 92 254 5 14 17.7, 230
(1"2M-115 15 R20199E111.5 NPTF 20 199 104 331 5 15 29.0-56.0
21/2"3"8 8 R20199FI8 NPTF 20 199 104 381 4 12 66.5
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[[a¥at-=hV.q :: 12, ]

1IN AMAtvia Tl Deafila

R 3 (mm) Dimensions(mm)

FEB No.of Flutes W Teeth

D D2 L Le Z t

6.0 59 57 150 3 30

M4.5 075 RS08079E0.75 15O 80 79 63 195 3/5 26
M6 1.00 RS10099E1.001SO 100 99 72 240 24

M10 150 RS12119E1.50150 120 119 83 300 20
M14 200 RS12119E2.001SO 120 119 83 300 15
M24 3.00 RS16159E3.00150 160 159 92 360 ’ 12
M36 4.00 RS16159E4.001SO 16.0 159 92 400 10
Mé4 6.00 RS20199E6.001SO 200 199 104 360 6
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1ICNESETE ST 10N Matvia Coll Deafila

R 3 (mm) Dimensions(mm) B No.of Flutes T Teeth

D D2 L Le z Zt

40 30 42 6.7 3 9
M8 075 RS0605910.75 15O 6.0 59 57 150 3 20
M5 0.80 RS0403610.80 15O 40 36 42 80 3 10
Mé 1.00 RS0604011.00 15O 6.0 40 57 90 3 9
M12 1.00 RS0807911.00 ISO 80 79 63 200 3/5 20
M8 125 RS0605011.25 1SO 6.0 50 57 125 3 10
M10 1.50 RS0605911.25 1SO 6.0 59 57 150 3 10
M14 1.50 RS1009511.50 1SO 100 99 72 240 5 16
M18 150 RS1211911.50 ISO 120 19 83 300 20
M12 1.75 RS0807911.75 15O 8.0 79 63 19.2 3/5 1
M16 200 RS1009912.00 15O 100 99 72 240 5 12
M18 200 RS1211912.00 15O 120 119 83 300 5 15
M20 2.50 RS1211912.50 ISO 120 119 83 300 5 12
M24 3.00 RS1615913.00 1SO 160 159 92 360 5 12
M30 3.50 RS1615913.50 I1SO 16.0 159 92 385 5 1
M36 4.00 RS1615914.00 15O 16.0 159 92 400 5 10
M48 500 RS2019915.00 ISO 200 199 104 400 5 8
M64 6.00 RS2019916.00 I1SO 200 199 104 360 5 6
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RBETAERTARMREELR

CHENGDU DIAMOND TOOLS CO., LTD,

1IN anoZESl4E __dF i

LINI 2N° AvrmAariaan 1IN Coll DeafilA

R {mm) Dimensions(mm)

FEB No.of Flutes W Teeth

D D2 L Le Z Zt

60 59 57 143 3 18

NO.12 28 RS08079E28 UN 8.0 79 63 199 3/5 22
/4" 20 RS10099E20 UN 100 99 72 228 5 18

516" 18 RS10099E18 UN 100 99 72 240 5 17
3/8" 16 RS12119E16 UN 120 119 83 286 5 18

9/16" 12 RS12119E12 UN 120 119 83 296 5 14
1 Q RCT1A1CEQEQ 1IN 1AN 120 a7 W1 [ 17
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1IN anoZESl4E __dF i

LINI 2N° AvrmAariaan 1IN Coll DeafilA

R 3 (mm) Dimensions(mm) B No.of Flutes T Teeth
D D2 L Le z Zt
40 30 42 6.3 3 9
NO8 32 RS04030132 UN 40 30 42 6.3 3 8
5/16" 32 RS06059132 UN 6.0 59 57 143 3 18
NQ.12 28 RS04036128 UN 40 36 42 82 3 9
ks 28 RS08079128 UN 80 79 63 198 3/5 22
NQO.12 24 RS06040124 UN 6.0 40 57 85 3 8
1/4" 20 RS06040120 UN 6.0 40 57 10.2 3 8
9/16" 20 RS10099120 UN 100 99 72 229 5 18
516" 18 RS06050118 UN 6.0 50 57 127 3 9
9/16" 18 RS10099118 UN 100 99 72 240 5 17
3/8" 6 RS06059116 UN 6.0 59 57 143 3 9
13/16" 16 RS12119116 UN 120 19 83 286 5 18
7he" 14 RS08079114 UN 80 79 63 18.1 3/5 10
1/2" 13 RS08079113 UN 80 79 63 195 3/5 10
9/16" 12 RS10099112 UN 100 99 72 233 5 1
1 12 RS12119112 UN 120 119 83 296 5 14
5/8" n RS10099111 UN 100 99 72 231 5 10
3/4" 10 RS12119110 UN 120 119 83 279 5 1
718" 9 RS1615919 UN 160 159 92 333 5 12
1 8 RS1615918 UN 16.0 159 92 381 5 12
11/8" 7 RS1615917 UN 16.0 159 92 363 5 10
138" 6 RS2019916 UN 200 199 104 381 5 9
13/4 5 RS2019915 UN 200 199 104 406 5 8
2" 4.5 RS2019914.5 UN 200 199 104 395 5 7
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\WW EEoR Il Es B4t \A EEC \Alhibhuraviih Tl DeAfila
1 External
R 3 (mm) Dimensions(mm) B No.of Flutes T Teeth
D D2 L Le z t
60 40 57 102 3 8
516" 18 RSO60S0EI8 BSW 60 50 57 13 3 8
3/8" 16 RSO6059EI16 BSW 6.0 59 57 143 3 9
7/16" 14 RS08079El14 BSW 80 79 63 18.1 3/5 10
12 12 RS08079EI12 BSW 80 79 63 19 3/5 9
5/g" 1 RS10099EI11 BSW 100 99 n 231 5 10
3/4 10 RS121T19EI10 BSW 120 119 83 275 5 1"
7/ 9 RS12119EI9 BSW 120 19 8 282 5 10
" 8 RS16159EI8 BSW 160 159 ) 381 5 12
11/8" 7 RS16159EI7 BSW 16.0 159 92 363 5 10
13/8" 6 RS16159El6 BSW 16.0 159 92 381 5 9
15/8" 5 RS20199EI5 BSW 200 199 104 406 5 8
1708 45 RS20199E14.5 BSW 200 199 04 395 5 7
BSP-55° & EfrEEYESl BSP-55° British Standard Pioe Full Profile
1 External
R (mm) Dimensions(mm) ¥ No.of Flutes ¥ Teeth
D D2 L Le z It
6.0 59 57 145 3 16
80 79 63 187 3/5 14
12 14 RS12119EN14 BSP 120 119 8 290 5 16
1 " RS16159El11 BSP 16.0 159 92 346 5 15

www.cddmd.com | 71



B2 FEERESBYYT] Solid Carbide Threading Milling Tools

RCDT_ARRH Fi= W H#E5IH it QADT_RR® Rritich Qtandard Dina Enll Drnfila

1 External
R 3 (mm) Dimensions(mm) B No.of Flutes T Teeth
D D2 L Le z 7t
6.0 59 57 145 3 16
/4" 19 RS08079EI19 BSPT 80 79 63 18.7 3/5 14
1/2" 14 RST2119E114 BSPT 120 119 83 290 5 16
1 n RS16159EI11 BSPT 16.0 159 92 346 5 15

— i

1 External
R 3 (mm) Dimensions(mm) &% Noof Flutes ¥ Teeth

B/MER Min Dia. PI PISAE A Internal+External D D2 L Le z 7t
1/16" 27 RSO6059E127 NPT 6.0 59 57 94 3 10

1/4" 18 RS08079EI18 NPT 8.0 79 63 14.1 3/5 10

1/2" 14 RS12119E114 NPT 120 119 83 200 5 1

1" 115 RS16159E111.5 NPT 160 159 92 26.5 5 12

21/ 8 RS1615.9EI8 NPT 16.0 159 92 381 5 12
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B2 FEERESBYYT] Solid Carbide Threading Milling Tools ARRT RTINS

NDTEZESI T 22+t E5dB 5T Amarinan NIDTE

1 External
R 3 (mm) Dimensions(mm) B No.of Flutes T Teeth

D D2 L Le z 7t

6.0 59 57 94 3 10

/4" 18 RSO8079EI18 NPTF 80 79 63 141 3/5 10
1/2" 14 RS12119E114 NPTF 120 119 83 200 5 il
1" 15 RS16159E111.5 NPTF 16.0 159 92 265 5 12
21/ 8 RS1615.9E13 NPTF 16.0 159 92 381 5 12

\
S
----- s @
L %
S
PREEREWN. SMRSEET] Standard Straight Flutes-Internal and External
24 Thread YREF Pitch T %% Order No. R 3 (mm) Dimensions(mm) B No.of Flutes 8 Teeth
B/MER Min Dia. Pl PI5hi8 A Internal+External D D2 L Le Z 7t
Pg7 20 RS08079E120 PG 80 79 63 191 3/5 15
Pg9,11,135,16 18 RST0099EI18 PG 100 99 7 240 5 17
Pg21,29,36,42,48 16 RS12119€116 PG 120 119 83 286 5 18
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Bk E M TEIE  Principle Threading Milling

AT RBERAE N T, FE -6 RSBk # =B ACNCID TG, SRR R IR IR B T | e AR TR
BEf AT, BHBRERE-NMTFEANBRNZSEE T ZFEN LS MERAGES. flu. Ead,
FE—AEER SR L, MASFIB A B R XY T L EEZES) 525 nERES A S .

In order to perform a thread milling operation, a milling machine with three-axis control capable of helical Interpolation is required.
Helical interpolation is a CNC function producing tool movement along a heclical path. This helical motion combines circular movement
in one plane with a simultaneous linear motion in a plane perpendicular to the first. For example, the path from point A to B (Fig.A)
on the envelope of the cylinder combines a circular movement in the XY plane with a linear displacement in the Z direction.

ERZHPICNCE LG, KR ThaeH WiFh 7 AL
On most CNC systems this function can be executed in two different ways:

GO2: AT £t 7 16 1 AR fE 776 4B
GO3: Ik &ty [a] (¥ 8 e 4 b

G02: Helical interpolation in a clockwise direction
G03: Helical interpolation in a counter-clockwise direction

BRECHI BRI L CHEB) da ) HGE S I e B 12 Bl L5 W A A A [ 2R T A AR LI 5 AL R
fE—EXEFEREs D, DRBEER —MREARE, B R EE TRz AT R B AR EUE K.
NTFER N TS0, X BA =R TR I A 7

Lo Bt Nk

2. EREYIANE,

3. HERVI&I N,

The thread milling operation (Fig.B) consists of circular rotation of the tool around its
own axis togeter with an orbiting motion along the bore or workpiece circumference.
During one such orbit, the tool will shift vertically one pitch length. These movements
combined with the insert geometry create the required thread form.

There are three acceptable ways of approaching the workpiece with the tool to initiate
production of the thread:

1. Tangential Arc Approach

2. Radial Approach

3. Tangential Line Approach
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Bk E M TEIE  Principle Threading Milling

1. @ 9N £ ) Ak Tangential Arc Approach

FIHEF I, DAL THRTY, RARTEELS L, HuRal, H2x i m s s il .

RO AR )N A S R R R, R TR R A R DN T R R A ik

With this method, the tool enters and exits the workpiece smoothly. No marks are left on the Workpiece and there is no vibration,

even with harder materials,

Although it requires slightly more complex programming than the radial approach (see below), this is the method recommended for

machining the highest quality threads.

HIR4L Internal Thread

1-2: fRik

Rapid approach
2-3: JJE WS BRICEI LRI, A Bz ) 20 it g

Tool entry along tangential arc, with simultaneous feed along z-axis
3-4: fETEMEEMAEF (360° ), LIIRIEES)

Helical movement during one full orbit (360° )
4-5: JI RN ITI 0, A B Iz R 2P g

Tool exit along tangential arc, with comtinuing feed along z-axis
5-6: thiE

Rapid return

2.3t Y] Nk Radial approach
ER-AMEERRTE, RTERVNEAR A RaEEEER:

SNBRLL External Thread

Ay =PRI EERSE R RSEATA (W) Fh, XXWNBLARTRAE.
By 24 R Fh 7 0 CAR R (R Rk, JTR TR AR S0, BRI R LA FRDIA
R SEFRUAN, REEtas s R RIURIEIE S RI1/3.

This is the simplest method. There are two characteristics worth noting about the radial approach;

A. A small vertical mark may be left at the entry (and exit) point. This is of no significance to the thread itself.

2 = G
g E” 3 / /'// I p
g 3 AN \ an |
52 BE oz - ] j — a
€| = £ N J/ o
iR H o -
i S W ”
5 — L

8L TR Threading Tool

B. When using this method with very hard materials, there may be a tendency of thetool to vibrate as it approaches the full cutting depth.

Note: Radial feed during entry to the full profile depth should only be 1/3 of the subsequent circular feed!

AR Internal Thread

D1
I Workpiece
D2
24 7 B Threading Tool
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e
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D2
$R4r 18 Threading Tool
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BREr R HI i T

1-2: Heik
Radial entry

JR38 Principle Threading Milling

2-3: FEREMLESET (360° ), SCHIRIEES

Helical movement
3-4: i
Radial exit

during one full orbit (360° )

3. Bk U4k U N7k Tangential Line Approach

SR L B g e

This method is very simple, and has all of advantages of tangential arc method. However, it is applicable

HAEIMGI & UINER A R, E00CEM T 4R80T

only with external threads

]

S84 External Thread 'é,

E;

a g

@ N K a =

BT 70 — o
£ /[ N "

52|+t 5! 3-4: WP IT Y
£\ N & Radial exit
s

1-2: WG mUIAN, R Rz
Radial entry with simultaneous feed along Z axis
2-3: TERREEESNHED (360° ), LIEIEEH
Helical movement during one full orbit (360° )

B IHEI N TS T{E Preparing for The Thread Milling Operation

1. THEEE M IE 4 & Calculation of rotational velocity and feed at the cutting edge

_1000XV
1 XD2
NX 7 X
Ve n XD2
1000
F1=NXZXf

n T B N L hA

linear tool movement,

cutting edge and the center line are
identical, but with circular tool movement
such is not the case. The equations define

the relationship betwe

cutting edge and at the tool center line.

N—# 3 Rotational Velocity [R.P.M]

V— I3 B Cutting speed [m/min]

Dz— JJ EL U1l 7] E 4% Toolholder Cutting Dia [mm]

F1— Bl 7] L J) Bk e5 & Tool Feed Rate at the cutting Edge [mm/min]
Z— 1)1 7] % Number of cutting Edges

f— 4G ¥ k945 & Feed per tooth per rotation [mm/rev]

M LA B AR3 L EE A alaidabloaw af faad amben ~d Ao So ol mocdon B

the teed rate at the

en feed rates at the

4
Threading Tool
M4 Intemal Thread | |

HBY Extemal Thread
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(T, S, K) RIUBLSETEFHIER Rt g

The recommended cutting speed and feed rate of T/S/K series threading tools

IHEE GIHIEEE HA B (mm/il
s THiH . . {1
Material Categor Workpiece Material EEEEEE] Cutting speed eSS ]
gory P HB Ve[m/min] f
{EBE ( C=01-0.025% ) Low carbon 125 90-210 0.1-035
bl PBEE ( C=025-055% ) Medium carbon 150 90-180 0.1-04
Unalloyed steel —
BB ( C=055085% ) High carbon 170 90-170 0.1-035
FIE{LALE Non hardened 180 90-160 0.1-04
A A =
ERe (SaaRsH) PERE{LALE Hardened 275 80-160 0.1-035
Low alloy steel
EE{LAE Hardened 350 70-150 0.1-03
BASW (BATEATY) IBAALH Annealed 200 60-130 0.1-035
High alloy steel 8 LM Hardened 325 60-110 0102
A% (A4TEH) Lowaloy { dbying dements<y ) 200 100-170 0.1-03
B4 Cast steel IV ‘ .
BAE (AETE> 5% ) Hohally  aloyingskments> 35 ) 725 70-130 0.1-02
SE TN ABE{L4LE Non hardened 200 100-180 0.1-03
Stainless steel feritic FEIEALALE Hardened 330 100-180 0102
M R AR BE A Austenitic 180 70-140 0.-03
- Stainless steel Austenitic R B4k Super Austenitic 200 70-140 01-0.2
JF
Stainfess Steel B E ST ARECALE Non hardened 200 70140 0.1-03
Stainless steel Cast feritic BEALALE Hardened 330 70-140 01-02
BRI TN B Austenitic 200 70-120 0.1-03
Stainless steel Cast Austenitic Z@ (VAR Hardened 330 70-120 0.1-02
ARG &4k ( 5B Ferritic(short chips) 130 60-130 0.05-0.16
Malleable cast iron B4 (KB ) Pearlitic(long chips) 230 60-120 0.04-0.10
el 1 {EHHIAEE Low tensile strength 180 60-130 0.1-03
Grey cast iron BIRABE High tensile strength 260 60-100 0102
BB BRE (S8R ) Ferritic(short chips) 160 60-125 0.1-03
Nodular SGiron HrHAE (KRB ) Pearliticllong chips) 260 50-90 01-02
aEEss FEH Non aging 60 100-250 0.15-0.55
Forged aluminum B3 Aged 100 100-180 01505
N (K) i Cast 75 150-400 0.15-05
0.4,
ABLR ila 2 3E M Cast&aged 9 150-280 0.1-04
Alurninum alloys
Non-ferrous Metals S 13-22% Cast 1 13-22% 130 80-150 01505
AREeE B4 Brass 9% 100-210 0.15-05
Copper and copper alloys EHFIF448 Bronze and non leaded copper 100 100-210 0.1-04
BRAE (%E ) Annealed (Iron based) 200 2045 0.1-022
S y ERad B (%E ) Aged (lronbased ) 280 2030 004-0.10
iiiii(#ﬂ ) High temperature alloys TR (S AHHH ) Anneckd ( Nickelor Cobek based ) 250 15-20 0.04-0.10
n ,
T A W (BHESE ) Aged ( Nickel or Cobalt based ) 350 10-15 004-0.10
et EERE99.5Ti Pure 99.5Ti 400Rm 70-140 004010
Titanium alloys a+BA % a+Balloys 1050Rm 2050 0.04-0.10
45-50HRC 15-45 006-0.12
H (K) Bt Aw EB{LALE & AL EHardened
Hard Materials Extra hard steel 51-55HRC 1540 0.04-0.08
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The recommended cutting speed and feed rate of deep series threading tools

IHEE HEE

FEID2 T 83 & flmm/ 1]

Matﬁﬁcfgjg oy Workﬁgfhﬁterial Hardness Brinell - Cutting s;?eed Different D2 under feeding fimm/tooth]
HB Ve[m/min] 13-23 24-42 &
KB ( C=0.1-0.025% ) Low carbon 125 90-210 0.20-032 0.30-0.50 030-0.75
Unall$$ teel B ( C=025-055% ) Medium carbon 150 90-180 020032 030050  030-0.75
BB ( (=055-085% ) High carbon 170 90-170 0.150.23 025035  025-052
FRE{LLLE Non hardened 180 90-160 017028 028045 028067
EA2R (S2xX<sh) ERE{LAb 2 Hardened 775 80-150 015028 025045 025067
Low alloy steel

FE{LALE Hardened 350 70-150 015025 025040  025-060
BEEN (FEAKAT®) B Annealed 200 60-130 015022 020030 020045
High alloy steel P8 {1 4b 3 Hardened 325 60-110 013021 018030 018045
E&E (RETEH ) Lowaloy ( Akying lements<h ) 200 100-170 015022 020030 020045

4 Cast steel -
RS (AETE> %) tighdoy ( eyigdements> 5k 225 70-130 012022 017030 017045
BEATHR FREE{LAENon hardened 200 100-180 015022 022034 022-050
Stainless steel feritic B EHardened 330 100-180 016023 021032 021048
M B R B Austenitic 180 70-140 015025 025040 025060
Stainless steel Austenitic R B E Ak Super Austenitic 200 70-140 012:020 017026 017039
Sta;ﬁzﬂ;&d BEREETHN AR LA ENon hardened 200 70-140 016024 025037 025055
Stainless steel Cast feritic FE{tAE BHardened 330 70-140 0.12-020 017026  0.17-039
B THN B fkAustenitic 200 70-120 015022 020030  020:045
Stainless steel Cast Austenitic BR{LAEHardened 330 70-120 012020 017026 017039
TR BREME ( ERB)Feriticishort chips) 130 60-130 016024 025037 025055
Malleable cast iron Bk (KB ) Pearlitic(long chips) 230 60-120 015022 020030 020045
Jodal-13 {EHABEL Low tensile strength 180 60-130 015022 022034 022050
Grey castiron B A B High tensile strength) 260 60-100 015022 020030 020045
REBE &M (R ) Ferritic(short chips) 160 60-125 010020 015025 015037
Nodular G iron HHAE (KRB ) Pearliticllong chips) 260 50-90 015022 020030 020045
BrEss FREHNon aging 60 100-250  030-050  060-100  060-150
Forged aluminum B3 Aged 100 100-180 028-050 050090  050-1.20
N (K) Bie i Cast 75 150400 028050 050090  050-1.20
BEEE Alumm:m alloys 3 +A Y Cast & aged 0 150280 025-040 040060  040-090
Non-ferrous Metals %3S 13-22% Cast 51 13-22% 130 80-150 028-050 050090  050-120
aEnmEed H4f Brass 90 100210 030050  060-100  060-150
Copper and copper alloys BN Bronze and non leaded copper 100 100210 028050 050090  050-120
BRLLE (%E ) Annealed (Iron based) 200 2045 009015 012022 012033
s BEL B3 (% E ) Aged ( lronbased ) 280 20-30 007013 010020  0.10-030
( M ) High temperature alloys Bk (EAEHAE ) Anneaked ( NickelorCobel based ) 250 15-20 008015 008020 008030
HighTE:pf:iﬁMak Y (EFHEAE ) Aved ( Nickelor Cobak besed ) 350 10-15 0.08-0.15 008020  0.08-030
was HREG95Ti Pure S95Ti 400Rm 70-140 007013 010020 0104030
Titanium alloys a+BA € atBalloys 1050Rm 20-50 0074003 010020  0.10-030
H (K) A BEH S LA AL Harere 45-50HRC 1545 005012 005018 005027
Hard Materials Extra hard steel 51-55HRC 15-40 0050.12 005018  005-027
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The recommended cutting speed and feed rate of overall series threading tools

e THHE I‘H’-ﬁﬁ. ﬂ]ﬁ']iig LR (mm/ ) Feed(mm/tooth)
Material Category Workpiece Material w DRI SPEEd ) ﬂ#ﬂg A IE.E
HB Ve[m/min] Solid Helical Flute Solid Straight Flute
{EBEH ( C=0.1-0025% ) Low carbon 125 50-250 0.03-0.15 0.01-0.1
Una"ﬁz eel SR ( C=0254055% ) Medium carbon 150 50-230 00301 001-008
BB ( (=055-085% ) High carbon 170 50-200 0.05-0.08 0.01-0.05
EASH (He7ESH) ARFE{LALENon hardened 180 60-180 003-0.1 0.03-007
Low alloy steel LA EHardened 275 60-170 0.03-0.07 0.03-0.07
FEREAL AL B Hardened 350 60-160 001-0.03 0.05-0.01
BaEW (FEREAT®) B AL ANnealed 200 40-100 003-0.05 001-003
High alloy steel HR AL EHardened 325 30-80 001-003 0.005-0.01
T 4% (A4TRSH) lowaley shyngeerenissh 200 70-250 00301 0014003
BAk( 8875 5% ) Hah oy | g knens >34 ) 225 60-170 0.01-0.03 0005-0.01
BB ETEN FR{LATENon hardened 200 50-150 0.04-0.1 0.01-005
Stainless steel feritic FRECALEHardened 330 60-120 001-005 0.005-0.01
M B TR B Austenitic 180 60-140 0.04-0.1 0.007-0.02
Stainless steel Austenitic R B S uper Austenitic 200 50-130 001-0.1 0007-0.02
Sta\‘;:lz?teel BEHEETEN FHE{LALENon hardened 200 50-160 004-0.1 0.01-0.03
Stainless steel Cast feritic EEE{LAEHardened 330 50-110 0.03-0.05 0.005-0.01
B Ak T REMAustenitic 200 50-150 0.04-0. 001-0.03
Stainless steel Cast Austenitic LA B Hardened 330 50-100 0.03-0.05 0.005-0.01
TRES 34k ( SEB)Ferritic(short chips) 130 60-160 001-0.03 0.007-0.02
Malleable cast iron Bkt (K8 ) Pearlitic(long chips) 230 60-150 0.03-0.05 0,005-0.01
RO {EHLHIBEE Low tensile strength 180 50-160 0.05-0.1 0.007-0.02
Grey cast iron B AR EHigh tensile strength 260 40-120 003-005 0.005-0.01
REEG B &4 (I8 ) Feriticlshort chips) 160 40-110 00501 0.007-0.02
Nodular SG iron Btk (K8 ) Pearlitictlong chips) 260 40-100 0.03-0.05 0.005-0.01
HEEas FAETHNon aging 60 150300 0.1-025 0.05-0.15
Forged aluminum B B Aged 100 100-250 0.1-02 0.03-0.1
N (K) Bae i Cast 75 80-200 0102 0.0540.15
HELE Alum‘m:m loys i + BT M Cast & aged 90 90-220 01015 003-0.1
Non-ferrous Metals B3] 13-22% Cast 51 13-22% 130 150-300 0102 005015
AREes HifBrass %0 150-300 01025 005-0.15
Copper and copper alloys BT 48 Bronze and non leaded copper 100 100250 0.1-02 0.03-0.1
BKALE (& ) Annealed (Ion based) 200 3060 0.04-0.1 0.007-0.02
S 844 B ( 85E ) Aged ( lronbased ) 280 2050 001-003 0005-0.01
(M) High temperature alloys X BASHHH ) dmedk (Nl orCotekbsed ) 250 1535 001-0.03 0.005-0.01
Hgh Tj;:umatemls R (REEEAR ) Aoed ( NickelorCobak based ) 350 15-30 0.01-0.03 0.005-0.01
Had #9095 T Pure 995 Ti 400Rm 30-80 003-005 0.007-0.02
Titanium alloys a+BEE a+Balloys 1050Rm 20-50 0.03-0.05 0.007-0.02
45-50HRC 1550 0.005-0015 0.003-001
HHaEdKn‘v'u)a;Er?;tlsﬂ Extiﬁiteel FRRICLR SR ardencd 51-55HRC 1545 0.005-0.01 0.003-0.006
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3567 1R 0y B2

BB —— AR TR R R A RERR & 4, 0 T 4% 5 B AT iA80~300m/min , {H 88 40 ZE I A A0 T £k v BE K BB Ik B
60~120m/min , 7 fF MR 2 4 RO T4 3 AU N10~30m/min , MOBEEE TIIE & @ M El, 4 7 R R IG R m2—8i . B

gt E R RBIAAL. EMA, M. MBALZTHFET & HEMNH AR SRR RBERSG, 7 g AU £ L0
ABCHE . BN e bR CREH T SRECTL, (R R B U0 RO B T U0 H 0 A R AR R T, B6E 7 HR  H B 2 B R

EEG——BORTATHSEDE, XESEEDEMER. BORnmEks, FAWNETH, EMTEEFR SR
BRI AT ARRENH . Bacst ) BRI EEA SRR WA B E, FTLl ARG R R R R E VI H RN L. i
AR —RBAB IR AWEEZ], B 5 8 a8 ) A B — 1Y) 7) 8 0 f5 0E T LR AE R 5 — T e Y El ) T
S MR UL TIOR IR 70 1B v B R AR BB BE T, M IUJHBARRIE T U E SR A . B SR TT R A e AL A R
EHCTAE, R e A AL A

EEE——Eamy U IR, EEERRACHEE N IBSORE.

EBREE——EEgus 2R DAk, BT RM TR, HIHARREH, WHERES, Mk
HUUB LU, WM UHIEER, FEVEK, FaBfNERmE.

BEFH—— THABE. FAEEMELI, FALSENIEELIE A4 EEmR, HURABLE DML, o

EE I N TEAEARF . FRANFA MR, WM15X1, M18X 1, M20 X 1=F 4240, FI— 40 48 4088 77 38 1f o 28 4 4 3 2 2 hn
I, TR AHE, WASRITIEE, #Ean LA, FTEDREE. EAMBER. N DRSO TN T 835 W T % gk 8 4
A, ReEf g, WAt B, I TRafLR AT AZEN, THTHERGHRTLEN TR ZHER, BT s
MITHRTEHEEL. A, ATHREEEEMNBLIL, RABLEDHEDRLENTE, REFTHELEERLR
%o L HEOCAEIN D12 22 HE AR B BT B E B S BR B BRUR A, (H R X TURAUE I, KB A SOECN CR AR B AR N L 22 e B e
R F—IEREBE IR SE M A SRl BB FRABE T, G EEAET.

FENMTITEEEMEN TR —— @R RS EME, mked, SECSRBLNT B 4 ki
B o B 0 R, R R A T AN T IR e bR MR TR, 0 A e, (R I R B R A 4 98 0k 7T 0 E AT K 40
T R A S L AR (0 7 6. AN BB i ONHRC58 ~620 X FSIR 4 &R OSSN T, B8 ) R R B AR R R i T
e 0 T T B

AHETDERE —— S TAERELINT, YR EEEM SR RS T, Z4800H S, HEERY
L, BEGRERE, FABSET, BT TEEREM TR, BEHFHORSEREBLN, FL2EHBMHEE.

7 5 0% o0 g5 ¥ Y BR B —— %t T o v A o i 0 SR DR A KRR, SR PR A G0N R ) IR L HE L AR A T
T, EXRHHZENH+HES L. SMIELBAN, 2B HAED— EMFRE, LHLHH0 “HA7 BHRREL, o
FRBATLFE RGN T A EMBL: MERABLI S EHIBANTE, ARSE—SKENRIN, HEAETRENE
SO TR IS RE Y TR AR T R A0 e BB A, T BT A IR B AL A S

ENMRFOHEB ——A MR LFmEMEE KRB EEANFRRE IR, FHLEaARMEN T —

BER, HekArmEAE, WAEBES I ER S EEET), ik ORI FETARE. MY TEM AN S, RS0 H A7 E
i, RAET B H D AR, EASEI AR ETAERMTIE, AT RESKIN TR/, FrelHE Y, UIE R AR T
Fe A A LT i R AR A R LR A .

eI T 45 7 R B9 3 08 G —— 0 4 Sk 0 07 DL G 0 HE U B T I [ 2R (70 B B SR TR MO R R R R V)
PRl A9 0 T S B AN (), 8 50 ) AR A S 77 7 % 4, T 4 4 T VR B 4R
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BRiBRYBNETEERATHES T

HRESHE—w, KRERDNME. ERERDVEE., RERDNMSE ., ELELRDVMES, Xedeikikhskn
AR 3 AR T A AT R TR AR AR, F RSO H B ki S 3 BB RO R TR R B e, 0 T A RS R DR L AR E .

BAREE—ANBTNM, EERAR., FEE, AREADRBLHNTRIEFEROILCER:HRIBLTH, A
B 20k T0 I AR F T A 1 R AR

EAXKNBHEMNBEYEM I —— nkmik., KBEER. KBEHN. UK. RETYRHTEN T KEE. KH
2. WM a, m27X3, M27X3, M30X3.5, M33X3.5, M36x4, M42X 4.5, M45X 4.5, M45xX5, M50, M60, M80, M100,

MIZOSF RS TR K, R LA E: MARAEER LW ERBo0i0E, WHEELEREME &S RNODE, IF BEEHE
U M AR M AR HAR .

EEEMENNMIT(EE>50HRC)—— & TR Himakyl, WAL REEYE, BEEmIAS N, TTHHR
BRAEMBE, FUEHRA, ok T ROBERLERELENT, IRARFERSSLBHMEBRIE, 58
BTN ERE., BRONGMTER, APH N TRE, SHFEANET 2 8.

RO EMITEN— AR KERKEETH ———o ot S, A, %i. kEgsT
BTk,

MU ED A BT . 7T SR P8 088 Bl TR 4.

# HENE o) fE

— RSB R T RE RIS, SN R E AR B AR AL, AT LUHEE .

BN I EERNREREERE N ——E s i %om i wm, g ar, S840 B R e i B an, S T % 88 40 4t
M.

BEATHNMI —E T RABasN, Ba%ImMT 2 A4, HKERA . B4, RLT MBS TR, BT
BIRES, EEFEFEAD.

FEBLNARAN ——#& c 2 BB RT, BN ML EBEN THE .
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B 24k JIRIRL A Thread Milling Tools Application BORSEERT AR 0 5

EHER-REENRABRT

(—) BEEBEEACHENIHRELER

0E 2 A

R Ak

S AR/ SR L

BOM TR, SFEH R E

U UG R

A S

(Z) ARTEEERE, —BREBLTRUEARLHKT

PR ST A SR A, BREUBE ] e A SR N REIE K, B IMATUN,

WA, RERFRLG I MUIE ZRERTE T30 TRANA MR, #m TR0 H AR A BT Rkt 7]
BRRE.

SRR . — R PML2BU N i A AR BT S e IR AU T, T X H A s B AL IR AU ) BUEH IR A I H B A
IR THRA AR Y2/ 3—3 /4. N ML I AR S0 SR S0 T) B AR <2/ 3R BUR A s I A I MR A I B A BE ) B AR <3 /IR LK AR

A AR B IHRC 4O/ 15, 3 75 22 2 P I T o T SR B B MR S T

LTfFftERD. fTHERS, HRERE, BECBE, IXR AW kM Sz A B B SR S0t T, X R R S0k U] B R R
2 ONCEE e h B B e A Fh SEBLRY . R REELR R S AU e U B R AL B 7D, TR AR A R B AR R S SR A TD .

AR ARSI RS SRS B )] R NI, RILR S BRSO R AR A
#Hl,

1 5 92 8Bt B 7 2 X = 80 10 R

B TR OB H) L ek ol R B R O B BEAE A SR SEIL . T LAMURLAR R A RO R, A A I Dl (B = SR Bh) .
MRBEER, BAEMIA 0, WA S-S RS .

RO RN TIEA A M BB B e D IR K, BAEREE SR F 5 R T RRE . B e,
I B JTEL A 5 4

UL AR 1 BR S0t V) V) I ELAZ R BN TR GURAR I02/3—3 /4. N LT BN REH V) B <2/ UK DA SR AN
BT ER <3/ HRE R,

BN T A R HRCA0M 1%, B 75 B4k B I T v 1 B M ) 1 B ek 7] .
PR BRI AR, HMEAD TARE . R TLAE S0 TR I R 0 SR AL N e E R AR AT .

www.cddmd.com | 83 |



B 24055 JTIB0 R B Thread Milling Tools Application

ROABHEAMINFISE

AT PERESMTRR. LRSS UFELE -S4 EMIT50/ML. 6X0. 3ELUEHL, FPBIMEAELE: BTEE
fl, HEEMgE, FHLHENTHESHTE: OTRLABE—ETHF, WEAWME, WEZEMFE B % KR T K e
WHk. |IG, F/SEAMNTIML. 6X0. 35IB S MR T), LH#EEVe=25m/min, #HS=4900r/min (WKL) , BHEHLE
£2=0. 05mm/r. SERRIN T ) 480/ 48 80, B —4EJ) REDSE e T & 5084 T4,

FTEAEFERN, BT IIEEE — B OAIRC44, W TFREENAFA/AERBOA, RHASERNLEN TR E, JTJREHFME
. BB, HTFMAX0. TRHRGM T, EPERABABER S SBE8 ). Ve=60n/min, Fz=0.03mm/r, J0 LI [E11E/48 40,
TI R FArik8 3o Mg, B8 AR .

WFREERRNEEM T, EalEmMTHEHEMSE, AM12X0. 5, M6X0. 5, M7X0. 5= A [ R ~F . 48 5 62 25 (1) 58 £
L, AT HEMA=F LB A ExminT. M HEast s, WH%M4: Ve=100m/min, $S=8000r/min, fz=0.04mm/r, 0T —
ABZ 0 [ W ] 4 B J4RE . 3FP . 3Bb, —EJJRW I TO000MELR, EREHMEMANTE, JJEERBK.

ERAEH., BEREMTTL., B, BTk, Bk T KERIBLH NI S, RoERE, KkfsrnEE
MTAR. MEREEE4EN T AN, FTEMT27X1IBSP-30884, HME N&H, HAEEEEN LA, EdcfsHEM. £
TIE M JeRIEL 8T, FHAVe=80m/min. 5=850r/min. fz=0.07mn/rBI ¥ HI &%, W T M TR E2nin /B4, JIH FHMm620

RO IIME A —RMEE R W E K R EHEITR, R Z g i, R M EMmEm TR, ok
PRAI TR A, REmAE. BhiBan TEEME RS BSOM TENBEERNERSRB MM E RER AT ENHE
ASEHE, PRYE R 7 R RS AR AR R R

| 84 | www.cddmd.com



/N F)i% % Advanced Machines



Chengdu Diamond Tools CO.,LTD.

ADD:Building 3 HuangHai Road JiaoLong Industry
Port of Qingyang District,Chengdu,China
POST:610091

TEL:0086-28-87075862/87073551
FAX:0086-28-87075870 E-mail:dmd@cddmd.com
Http://www.cddmd.com
Hittp://www.cddmd.en.alibaba.com



