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MTS MTS

® Threadin sgofrom ISO M1 x O 25 and 0-8 Carbide grade: MT7 fEREEHE: MT7

2431 0.257 - Sub-Micron grade with Titanium Aluminum Nitride
° Worl&m " >F] cutPng speed multi-layer coating (ISO K10 - K20). To be run at
S,T‘%r mg_chmmg time. medium to high cutting speeds. General purpose
° Low t|ng ﬁgicgs thanks to the short profile. for all materials.
o g B i TREHAEECHKERE (TIAIN) (IS0 K10—K20) |
aéﬁmmg o Eardened materials up to 45 HRc. EREISHLIEERE ., FREMEIER,
nuIﬁEF'FﬁHRms

Advantages {fi: ) )
° E%bhe_s achining in deep holes. @ Coolant through the flutes is very effective for

° ame to can produce a wide range of threads d%eg 1[ JT ﬁaﬂm, T‘
£ @ Spiral flutes a I’ow smoot cut ing action.
}Eﬂ

I 5 fietE a] USRS F AR A 0H)
o S %*?%é”p?%ﬁu%“e“l? e arnal and Internal ® S orter machlnln ime due to multi (3 to 5) flutes.

threads. ° Lor%%‘r?ool ?*fae ofue tno sgeaal triple coating.
—mmsm#unummm BiRE, EK

MTI - For threading deep parts VTI-fF77L 124 E 4

Carbide grade: MT8 Sub-micron grade with advanced PVD triple coating (ISO K10-K20). Extremely high heat
resistant and smooth cutting operation, for high performance, and normal machining

. ials. MT8 TiMEisuk=EPVDRE (ISO-K10-K20) , Siii#
conditions. General purpose for all materials. =m5ﬁi¢ﬁw S HEATERIIT, BRTFREAHE

MT11 Ultra-fine Sub-micron grade with advanced PVD triple blue coating.mT11 4/m T #%i%i = B &PVDIEE

Contents: Page: Contents: Page:
Product Identification = iR 226 MTI
MTS Partial Profile 60 233
ISO 227-228 Partial Profile 60° - with Internal Coolant through the flutes 233
UN 229-230  Partial Profile 55° b . 234
G55° 231 ISO UIHITERR 235
UNJ - with Internal Coolant through the flutes #ligr:4232 UN 235
MJ - with Internal Coolant through the flutes #4232 Trapez 236
Acme 236

W35 86-21-58428888 M A 86-21-58423636 LB R AR A AR %2485



% W oAl
AR ¥/
z AL

SUNROXM b 2T A R G
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Product Identification =ziin
Mini Mill-Thread MTS Ordering Codes ifrigmsn-MTSiTE 4SS

K 73 [ (@ 1) [ I B I
! ! v

Mini Mill Thread Cutting Diameter Thread || Thread Profile
031=3.10mm Pitch 150
By
RARIRE PHIER UN
031=3.10mm | No.of Flutes L4 G55°
UNJ
Shank Diameter C=3 MJ
03= 3mm °=e w
06= 6mm =5 By AT \ \
?g: 13?;2 i 4 Long Grade
12 = 12mm The Approximate L=105mm MT7
16 = 16mm Cutting Length
. — BRE &
iz PIBEE R BUE

Mini Mill-Thread MTI Ordering Codes  #{rigastIMTIHT&45=
[ E o -

MTI = Thread Mills Cutting Diameter CAPPVOXIi_mateh Thread Profile
MTIBE 7] o, UG LENI || partial profile 60
Shank Diameter 10 = 10mm 20=20mm Partial Profile 55
= ISO
e DAy 3 N
03= 3mm Pr— vy BRIBSUREIRLUE UN
06= 6mm - 20=20mm
_ No. of Flutes ACME
08= 8mm 05= 5mm A
10=10 TRAPEZ
10=10mm =1Umm Cc=3 ey Grade
12=12mm D=4 B
16 =16 mm E=5 Nl\|/l1'_l;81
iz TIRITIE MR
MTS8
MT11

%% 86-21-58428888 # A 86-21-58423636 b R K AT R %2485
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ISO 1so-RERTFHIEN

Tools for Internal Thread

iﬂ L E &ti

== ¢
F'—" ) ‘1 —————

D1

1226 BN EHZ TS Wiz EIER  EH7DE BRKE Sk BRKEL
Pitoh D1 Ordering Code d D F'lﬂté’sf | L Tdhergﬁ}d
0.25 | M1 MTS03007C2 0.25 ISO 3 0.72 3 25 | 39 | 2.5xD1
025 | M12 | MTS03009C3 0.25ISO 3 0.90 3 30 | 39 | 2xDf
03 | Mi4 | MTS03011C4 0.3 1SO 3 1.05 3 40 | 39 | 3xDf
a5 | M16 | MTS03012C5 0.351S0 3 120 3 48 | 39 | 3xD1
M1.6 | MTS06012C5 0.35ISO-L 6 1.20 3 48 | 105 | 3xD1
035 | M5 MTS06045D14 0.35 ISO 6 4.50 4 145 | 58 | 3xDI1
M2 MTS06016C4 0.4 ISO 6 153 3 45 | 58 | 2xD1
s | M2 MTS06016C4 0.4 ISO-L 6 153 3 45 | 105 | 2xD1
: M2 MTS03016C6 0.4 ISO 3 153 3 60 | 39 | 3xD1
M2 MTS03016C10 0.4 ISO 3 153 3 104 | 39 | 5xD1
a5 | M22 | MTS06017C5 0.451S0 6 165 3 50 | 58 | 2xDi
M22 | MTS03017C7 0.451SO 3 1,65 3 70 | 39 | 3xD1
M25 | MTS0602C5 0.45 SO 6 1.95 3 55 | 58 | 2xDi
M25 | MTS0602C5 0.45ISO-L 6 1.95 3 55 | 105 | 2xD1
045 | M25 | MTS0602C7 0.45ISO 6 1.95 3 75 | 58 | 3xD1
M25 | MTS0602C8 0.45ISO-L 6 1.95 3 80 | 105 | 3xD1
M25 | MTS0302C10 0.451SO 3 1.95 3 105 | 39 | 4xD1
M3 MTS06024C6 0.5 ISO 6 2.37 3 65 | 58 | 2xDi
M3 MTS06024C6 0.5 ISO-L 6 237 3 65 | 105 | 2xD1
s | M MTS06024C9 0.5 ISO 6 2.37 3 95 | 58 | 3xD1
M3 MTS06024C9 0.5 I1SO-L 6 237 3 95 | 105 | 3xD
M3 MTS03024C120.5 I1SO 3 2.40 3 125 | 39 | 4xD1
M3 MTS03024C15 0.5 ISO 3 2.40 3 155 | 39 | 5xD1
05 | M6, M7 | MTS06054D200.5 ISO 6 5.35 4 200 | 58 | 3xD1
s | M35 | MTS06028C7 06 ISO 6 2.75 3 75 | 58 | 2xD1
M35 | MTS06028C100.6 1SO 6 2.75 3 105 | 58 | 3xD1
M4 MTS06031C9 0.7 ISO 6 3.10 3 90 | 58 | 2xD1
oy | Me MTS06031C12 0.7 ISO 6 3.10 3 12.5 58 | 3xD1
M4 MTS06031C12 0.7 ISO-L 6 3.10 3 125 | 105 | 3xD1
M4 MTS06031C16 0.7 ISO 6 3.10 3 167 | 58 | 4xD1
075 | M10 MTS0808D25 0.75 ISO 8 8.00 4 25.0 64 | 2.5xD1
M5 MTS06038C12 0.8 SO 6 3.80 3 12.5 58 | 2xD1
s | M5 MTS06038C16 0.8 SO 6 3.80 3 16.0 58 | 3xD1
M5 MTS06038C16 0.8 ISO-L 6 3.80 3 160 | 105 | 3xD1
M5 MTS0604C20 0.8 ISO 6 4.00 3 20.8 58 | 4xD1

W45 86-21-58428888 A& A . 86-21-58423636 L AR R AT A 382485
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ISO 1s0-Fm/REERTF RN

Tools for Internal Thread

<

IEEE  1BENER i858 Az IEIERR EINER BRKE B BHKEIRL
Piton D1 Ordering Code d D :‘;tg | L Td'gst?]d
M6 MTS06047C141.0 1SO 6 4.65 3 140 | 58 | 2xDi
o M6 MTS06047C20 1.0 I1SO 6 4.65 3 200 | 58 | 3xD1
M6 MTS06047C20 1.0 1SO-L 6 4.65 3 200 | 105 | 3xD1
M6 MTS06048C25 1.0 1SO 6 4.80 3 250 | 58 | 4xD1
10 M0 | MTS0808D31 1.0 1SO 8 8.00 4 310 | 64 | 3xD1
M8 MTS0606C18 1.25 ISO 6 6.0 3 180 | 58 | 2xDi
125 | M8 MTS0606C24 1.25 SO 6 6.0 3 240 | 58 | 8xD1
M8 MTS0606C24 1.25 ISO-L 6 6.0 3 240 | 105 | 8xD1
M10 | MTS08078C231.5 1SO 8 7.80 3 230 | 64 | 2xD1
15 M10 | MTS08078C311.5 ISO 8 7.80 3 315 | 64 | 3xD1
M10 | MTS08078C311.5 1SO-L 8 7.80 3 315 | 105 | 3xD1
. Js | M12 | MTS1009C26 175 1SO 10 9.00 3 260 | 73 | 201
Mi2 | MTS1009C37 1.751SO 10 9.00 3 378 | 73 | 3D
i M16 | MTS12118D35 2.0 SO 12 | 11.80 4 350 | 84 | 2xD1
M16 | MTS12118D50 2.0 ISO 12 | 1180 4 500 | 105 | 3xD1
25 M20 | MTS1615E43 2.5 ISO 16 | 15.00 5 430 | 105 | 2xD1

- Machining Titanium, surgical stainless steels and hardened materials up to 45 HRe. I TEAEE . IMIFEARFFHENFIEHNHRCAS

- Suitable for high speed air turbine machines (30,000-40,000 RPM) and for standard machining centers (6,000 RPM and higher).

- Can also be used for general purpose threading. & Fi F &5 R4S HLER (30000-40000%%) AT T AL (6000855, ER)
W eT T B AR

Order example: MTS 03024C12 0.51SOMT7 iT&#z: MTS 03024C12 0.5 1SO MT7

W35 86-21-58428888 M A 86-21-58423636 LB R AR A AR %2485
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UN UN-ERAR/REEATFRIRLL
Tools for Internal Thread

Iﬁﬁ& j g
g 1 =

SHNFE  EH-UNC/UNF iT5:5 W2 UHER D878 ARKE Bk EgKELE
i | UNG | UNF Ordering Code d D ',;'Ifjt;’; | L Tdh;;ﬁ]d
% 0 MTS06012C4 80 UN 6 | 115 | 3 4.0 58 | 8xD1

0 MTS03012C8 80 UN 3 | 115 | 3 8.0 39 | 5xD1

s 1 MTS06014C3 72 UN 6 | 145 | 3 37 58 | 2xD1
1 MTS03015C6 72 UN 3 | 145 | 3 6.0 39 | 3xD1

64 1 2 MTS06014C3 64 UN 6 | 140 | 3 38 58 | 2xDi
2 3 MTS03016C4 56 UN 3 | 165 | 3 44 39 | 2xD1

2 3 MTS06016C4 56 UN 6 | 165 | 3 44 58 | 2xD1

2 3 MTS03016C6 56 UN 3 | 165 | 3 6.6 39 | axD1

56 2 3 MTS06016C6 56 UN 6 | 165 | 3 6.6 58 | 3xD1
2 3 MTS06016C6 56 UN-L 6 | 165 | 3 66 | 105 | 3xD1

2 3 MTS03016C9 56 UN 3 | 165 | 3 9.2 39 | 4xD1

2 3 MTS03016C11 56 UN 3 | 165 | 3 1.4 39 | 5xD1

48 3 4 MTS06019C5 48 UN 6 | 190 | 3 5.2 58 | 2xDi
4 MTS06021C6 40 UN 6 | 210 3 6.3 58 | 2xDi

4 MTS06021C6 40 UN-L 6 | 210 3 63 | 105 | 2xD1

40 4 MTS03021C8 40 UN 3 | 210 3 8.0 39 | 3xD1
4 MTS06021C8 40 UN 6 | 210 3 8.0 58 | 3xD1

4 MTS06021C8 40 UN-L 6 | 210 | 3 80 | 105 | 3xD1

4 MTS03021C12 40 UN 3 |210]| 3 12.0 39 | 4xD1

40 5 6 MTS06024C7 40 UN 6 2.45 3 7.0 58 2xD1
5 6 MTS06024C9 40 UN 6 | 245 | 3 9.6 58 | 3xD1

36 8 MTS06033C9 36 UN 6 | 330 | 3 9.0 58 | 2xD1
6 MTS06025C7 32 UN 6 | 255 | 3 74 58 | 2xD1

6 MTS06025C7 32 UN-L 6 | 255 | 3 71 | 105 | 2xD1

5 6 MTS03025C10 32 UN 3 |25 | 3 105 39 | 3xD1
6 MTS06025C10 32 UN 6 |255| 3 105 58 | 3xD1

6 MTS06025C10 32 UN-L 6 | 255 | 3 105 | 105 | 3xD1

6 MTS03025C14 32 UN 3 | 255 | 3 14.8 39 | 4xD1

8 MTS06032C9 32 UN 6 | 320 | 3 95 58 | 2xD1

8 MTS06032C9 32 UN-L 6 |320]| 3 95 | 105 | 2xD1

32 8 MTS06032C12 32 UN 6 | 320 3 125 58 | 8xD1
8 MTS06032C12 32 UN-L 6 | 320 3 125 | 105 | 3xD1

8 MTS06032C17 32 UN 6 | 320 | 3 17.5 58 | 4xD1

10 MTS06037C10 32 UN 6 | 370 | 3 105 58 | 2xD1

5 10 MTS06037C15 32 UN 6 |37 | 3 15.0 58 | 3xD1
10 MTS06037C15 32 UN-L 6 |37 | 3 150 | 105 | 3xD1

10 MTS06037C20 32 UN 6 | 370 | 3 | 200 58 | 4xD1

Order example: MTS 06021C6 40 UN MT7 T 3(#: MTS 06021C6 40 UN MT7

W45 86-21-58428888 A& A . 86-21-58423636 L AR R AT A 382485
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UN un-Zms/ReemRTFhigs

Tools for Internal Thread

SMFM  ZEH-UNC/UNF iTEe WE MBS DHTISR ARKE  BK  BLKEL
PT"slh UNC | UNF Ordering Code d D gﬁt;’; I L Td';’s;d
28 12 MTS06042C11 28 UN 6 | 420 3 1.0 58 | 2xD1

174 MTS0605C14 28 UN 6 | 500 3 145 58 | 2xD1

o8 1/4 MTS0605C19 28 UN 6 | 500| 3 19.0 58 | 3xD1
14 MTS0605C19 28 UN-L 6 | 500 3 190 | 105 | 3xD1

by | 10.12 MTS06035C10 24 UN 6 | 350| 3 106 58 | 2xD1
10, 12 MTS06035C15 24 UN 6 | 350 3 15.5 58 | 3xDI

o 5/16,3/8 | MTS08066C17 24 UN 8 660 | 3 17.0 64 | 2xD1
5(16,3/8 | MTS08066C24 24 UN 8 660 | 3 24.0 64 | 3xD1

174 MTS06047C14 20 UN 6 | 475| 3 14.0 58 | 2xD1

o | VA MTS06047C14 20 UN-L 6 | 475| 3 140 | 105 | 2xD
1/4 MTS06047C19 20 UN 6 | 475| 3 19.0 58 | 3xDI

14 MTS06047C19 20 UN-L 6 | 475| 3 190 | 105 | 3xD1

20 716 MTS0808C25 20 UN 8 800 | 3 25.0 64 | 2xD1
716 MTS0808C34 20 UN 8 | 800 3 34.6 64 | 3xD1

. | 516 MTS0606C17 18 UN 6 600 | 3 17.0 58 | 2xD1
516 MTS0606C23 18 UN 6 600 | 3 23.0 58 | 3xD1

" 5/8 MTS1212D35 18 UN 12 | 1200 4 35.0 84 | 2xDI1
5/8 MTS1212D49 18 UN 12 |1200| 4 | 490 | 105 | 3xD1

. | 9B MTS08067C22 16 UN 8 670 | 3 220 64 | 2xD1
3/8 MTS08067C30 16 UN 8 | 670| 3 30.2 64 | 3xDi
ERIREE MTS08077C25 14 UN 8 | 770 3 25.0 64 | 2xD1
716 MTS08077C35 14 UN 8 | 770| 3 35.2 64 | 3xD1

13 1/2 MTS10092C27 13 UN 10 9.20 3 27.5 73 2xD1
112 MTS10092C40 13 UN 10 | 920| 3 401 73 | 3xD1
YT MTS12105C31 12 UN 12 | 1050 | 3 315 84 | 2xD1
9/16 MTS12105C45 12 UN 12 10.50 3 45.0 105 3xD1

» 5/8 MTS12114C34 11 UN 12 | 1140 3 345 84 | 2xD1
5/8 MTS12114C50 11 UN 12 | 1140 3 500 | 105 | 3xD1

o | 9 MTS16144D41 10 UN 16 | 1440 | 4 415 | 105 | 2xD1
3/4 MTS16144D59 10 UN 16 | 1440 | 4 507 | 105 | 3xD

Order example: MTS 0605C19 28 UN MT7 iTE#£z: MTS 0605C19 28 UN MT7

- Machining Titanium, surgical stainless steels and hardened materials up to 45 HReIl TiA S & . EFRAENFEEAHRCASHIH ]

- Suitable for high speed air turbine machines (30,000-40,000 RPM) and for standard machining centers (6,000 RPM and higher).

- Can also be used for general purpose threading.j& F3 5 i# i@ e S 5L  (30000-40000%%) F4mEN Tty (600055 E S)
AT AR T B AR

W45 86-21-58428888 A A 86-21-58423636 L AR R AT A 382485
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G 55° Bsw,psp G 55° BSW,BSP/AISMELIER
Same Tool for Internal and External Thread

et :
i
QA — u

For thread degth upto2x D1 21 FIBLURE

SIS T/ T PH7E BRKE Bk IBOKEL
PT'tF‘,’I“ Standard Ordering Code d11 D ! Itllz.tg:; | L -Lh;s;d
28 G 1/8 MTS08078C19 28 W 8 7.8 3 19.5 64 2xD1
19 G 1/4-3/8 MTS1010D30 19 W 10 10.0 4 30.0 73 2xD1
14 G1/2-7/8 MTS1212D37 14 W 12 12.0 4 37.0 84 2xD1
1 G=1 MTS1616D44 11 W 16 16.0 4 44.0 105 2xD1

Order example: MTS 1212D37 14W MT7  iTE=0H: MTS 1212D37 14 W MT7

W35 86-21-58428888 A 86-21-58423636 LR R AT R AR AR 352485
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UNJ-EERRZ AR RIR LU AL TIHITE K/ R BER T AR

UN.I With internal coolant through the flutes
Tools for Internal Thread

<]
e

Diim—
7] D1
For thread depthupto 2.5xD1 25 RIBEURE v  suxe sx
S| EH-UNJCUNIF %S Wz | JHER uRR =
PT'tF‘,’:" UNJC | UNJF Ordering Code d D l’;'lfjté’s‘: | L
*32 8 10 MTS06033C10 32 UNJ 6 3.30 3 10.5 58
28 1/4 MTS08051C16 28 UNJ 8 5.10 3 16.0 64
24 5/16, 3/8 MTS08067C20 24 UNJ 8 6.70 3 20.0 64
*20 1/4 MTS06049C16 20 UNJ 6 4.90 3 16.0 58
20 716 MTS0808C28 20 UNJ 8 8.00 3 28.0 64
18 5/16 9/16 MTS08061C20 18 UNJ 8 6.15 3 20.0 64
16 3/8 MTS08069C24 16 UNJ 8 6.90 3 24.0 64
14 716 MTS08079C25 14 UNJ 8 7.90 3 25.0 64
13 1/2 MTS10094C27 13 UNJ 10 9.40 3 27.5 73

* Cutters without coolant sk A& A%
Order example: MTS 06049C16 20 UNJ MT8  {T#5#£3t: MTS 06049C16 20 UNJ MT8

Carbide grade MT8 Sub Micron grade with advanced PVD triple coating (ISO K 10-K20).
Extremely high heat resistant and smooth cutting operation, for high performance, and normal
machining conditions. General purpose for all materials I F1#i £k = EPCDiRE (K10-K20)

RN B ANBRENTROTE, SREMRENT, BRETFRETE
M.I With internal coolant through the flutes

Tools for Internal Thread
MJ- IR E R RIBLUAS TIEIE 7K / REEARTFRIBL i:

I

/
77 |
D1
For thread depth up to 2.5 x D1 2sftsrs

i BYERZ TS w1z PIHIER TIEITER BHKE | 8K
Fien D1 Ordering Code d D l’;'lztgsf | L
*0.7 MJ4 MTS06032C10 0.7 MJ 6 3.20 3 10.0 58
*0.8 MJ5 MTS06039C12 0.8 MJ 6 3.90 3 12.5 58
*1.0 MJ6 MTS06048C15 1.0 MJ 6 4.80 3 15.0 58

1.25 MJ8 MTS08061C20 1.25 MJ 8 6.10 3 20.0 64

15 MJ10 MTS0808C25 1.5 MJ 8 8.00 3 25.5 64

1.75 MJ12 MTS10092C30 1.75 MJ 10 9.20 3 30.0 73

2.0 MJ14, MJ16 MTS1010C35 2.0 MJ 10 10.00 3 35.0 73

* Cutters without coolant % JcA%
Order example: MTS 06048C15 1.0 MJ MT8 1T #5#£3(: MTS 06048C15 1.0 MJ MT8

Carbide grade MT8 Sub Micron grade with advanced PVD triple coating (ISO K 10-K20).
Extremely high heat resistant and smooth cutting operation, for high performance, and normal
machining conditions. General purpose for all materials

MBI F=EPVDRE (K10-K20) #3IMNEMHNSHE, FROE, §%
RMESNT, ERTREMH

W35 86-21-58428888 # A 86-21-58423636 LB R AR A AR %2485
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Mill-Thread Solid Carbide for machining hard materials

EREAER S EIRN R T]
I TrEM 4

CARMEXZ {2 B iR RS E IR Bt 7]
INITFEM B ZEHRC62MI5EIR, XTIkt
EHEEIEREN RIFIRECEE.

1
MTSH Type MTSHE ° Threading from I1SO M1.4 x 0.3 and 0-80UN
Carmex are pioneers in offering solid carbide @ Perfect solution for the Die and Mold industry
thread mills designed specifically for the PR s i q
machining of hardened materials up to 62HRc. B . '_g Cl,J Ing speeds
These tools provide high performance, improved ~ Sﬂ%gﬁrangchlmng time
cut and an excellent surface finish. ® |ow cutting forces thanks to the short profile

R RIS
HARDCUT MTSH & MTH Types  f&tJJEl MTSH&MTHEY Advantages {5

Carbide grade: MT9 / MT11 - Ultra fine sub-micron grade g ga3me tool performs thread milling and chamfering

with /f\dvanced PVD= Triple/ m(.'oa‘ling _ . - saves machining time. —3iB8ELEE 7] AT LABE IR AN Rl &
B MTUMTSA TR = EPVDIRE @ Increased cutting diameter - better rigidity and

MTH Type MTHE! stability. 1@hnEIEIER-EFARINTREY
. ) . . . ® (oating provides high wear and heat resistance. szasmmnie
Carmex provide innovative mill thread solid carbide

ining: a : N @ Ultra fine grade - dedicated for hardened
tools for machining: Carmexi2 {4 BIFRAIEE (A TE RS U2 EET] materials, & F RIS MEEES S

° ﬁg@%&%%d&ﬂgglg and cast iron up to 62 HRc. ® Short chips are produced, insure high process

® High temperature alloys. security. FAMYIERE, MR LIZREM,

] ?Eﬂi\lum alloys. ® Short cycle time - increases productivity. EmTEs, RExE
=) . o N 4R

° Euﬁpﬁer(g!ggicg\s (@%gfeil’é% Iﬁn)conel, Nickel Base Alloys). Thread length up to 2xD.  124GRE2(EZ12

Product Identification 244
MTSHType MTSHZ!

ISO 245
UN 246
G55° - BSW, BSP 247
MTH Type MTHZ!

ISO 248
UN 248

W35 86-21-58428888 A 86-21-58423636 LR R AT R AR AR 352485
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Product Identification ===

Mini Mill-Thread MTSH Type Ordering Codes
EARIRLBETIMTSHIT 53

wrsfosos L o o7 lso

Mini Mill Thread Cutting Diameter Thread Thread Profile
HARDCUT 031=3.10mm Pitch
ISO
Pr——
L CU JHTE 4255 W
{7:37)] - R The Approximate Grade
Shank Diameter Cutting Length YRR MT9
06= 6mm Y BRRSCREIRMUE HE
08= 8mm No. of Flutes
10=10mm
12=12mm C=3
16=16mm D=4
, &%
iz -

MTH Type Ordering Codes MTH# TS

wrHfos Mo M c B9 BoslisoR

Mill-Thread No. of Flutes Thread Pitch Thread
HARDCUT c Profile
=3
BIHIREET] D=4 R 150
Shank Diameter TEER UN
06 = 6mm Py il Grade
08= 8mm 17 R MT11
10=10mm The Approximate
12=12mm Cutting Length Lz
wE Y BRIBSUIEREEEE
Cutting Diameter
04= 4mm
PIEIERR
04=4mm

W35 86-21-58428888 A 86-21-58423636 LR R AT R AR AR 352485



a2
3 7z
z AL

SUNROXM b AR A A
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ISO 1so-=%F/ msrgLuEm
Same Tool for Internal and External Thread

| e

D

R L—’
AFgEiER  Left hand cutting
cNcmoaigs  For CNC code use M04

4236 YRR s THIER LIEID8 BAHKE 2K BSKEL
0.3 M1.4 MTSH03011C4 0.3 ISO 3 1.05 3 4.0 39 3xD
0.35 M1.6 MTSH03012C5 0.351SO 3 1.20 3 4.8 39 3xD

MTSH06016C4 0.4 ISO 6 4.5 58 2xD
04 M2 MTSH03016C6 0.4 ISO 3 158 8 6.0 39 3xD
MTSH06017C5 0.45ISO 5.0 58 2xD
045 M2.2 MTSH06017C7 0.45 ISO 6 165 8 7.0 58 3xD
MTSH0602C5 0.45 ISO 55 58 2xD
0.4 M2.5 MTSH0602C7 0.45 ISO 6 195 8 7.5 58 3xD
MTSH06024C6 0.5 ISO 6.5 58 2xD
03 M3 MTSH06024C9 0.5 ISO 6 287 8 9.5 58 3xD
MTSH06028C7 0.6 ISO 7.5 58 2xD
06 M3.5 MTSH06028C10 0.6 ISO 6 275 8 10.5 58 3xD
MTSH06031C9 0.7 ISO 9.0 58 2xD
07 M4 MTSH06031C12 0.7 ISO 6 8.10 8 12.5 58 3xD
MTSH06038C12 0.8 ISO 12.5 58 2xD
0.8 Mo MTSH06038C16 0.8 ISO 6 3.80 8 16.0 58 3xD
MTSH06047C14 1.0 ISO 14.0 58 2xD
10 Me MTSH06047C20 1.0 ISO 6 4.65 8 20.0 58 3xD
MTSH0606C18 1.25 ISO 18.0 58 2xD
125 Mg MTSH0606C24 1.25ISO 6 6.00 8 24.0 58 3xD
1.5 M10 MTSH08078C23 1.5 ISO 8 7.80 3 23.0 64 2xD
1.75 M12 MTSH1009C26 1.75ISO 10 9.00 3 26.0 73 2xD
2.0 M16 MTSH12118D35 2.0 I1SO 12 11.80 4 35.0 84 2xD

Order example: MTSH 06031C9 0.7 ISOMT9  iT&z(#¥: MTSH 06031C9 0.7 ISO MT9

W35 86-21-58428888 A 86-21-58423636 LR R AT R AR AR 352485
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Tools for Internal Thread

T

l s ‘ o]
E*%'é’u*g Left hand cutting
CNC72F7M04 For CNC code use M04
SIHFH 2%|-UNC/UNF T e PEER g PR L ey

80 0 MTSH06012C4 80 UN 6 1.15 3 4.0 58 3xD1
72 1 MTSH06014C3 72 UN 6 1.45 3 3.7 58 2xD1
72 1 MTSH03015C6 72 UN 3 1.45 3 6.0 39 3xD1
64 1 2 MTSH06014C3 64 UN 6 1.40 3 3.8 58 2xD1
56 2 3 MTSH06016C4 56 UN 6 1.65 3 4.4 58 2xD1
56 2 3 MTSH06016C6 56 UN 6 1.65 3 6.6 58 3xD1
48 3 4 MTSH06019C5 48 UN 6 1.90 3 5.2 58 2xD1
40 4 MTSH06021C6 40 UN 6 2.10 3 6.3 58 2xD1
40 4 MTSH06021C8 40 UN 6 2.10 3 8.0 58 3xD1
40 5 6 MTSH06024C7 40 UN 6 2.45 3 7.0 58 2xD1
40 5 6 MTSH06024C9 40 UN 6 2.45 3 9.6 58 3xD1
36 8 MTSH06033C9 36 UN 6 3.30 3 9.0 58 2xD1
32 6 MTSH06025C7 32 UN 6 2.55 3 71 58 2xD1
32 6 MTSH06025C10 32 UN 6 2.55 3 10.5 58 3xD1
32 8 MTSH06032C9 32 UN 6 3.20 3 9.5 58 2xD1
32 8 MTSH06032C12 32 UN 6 3.20 3 12.5 58 3xD1
32 10 MTSH06037C10 32 UN 6 3.70 3 10.5 58 2xD1
32 10 MTSH06037C15 32 UN 6 3.70 3 15.0 58 3xD1
28 12 MTSH06042C11 28 UN 6 4.20 3 11.0 58 2xD1
28 1/4 MTSH0605C14 28 UN 6 5.00 3 14.5 58 2xD1
28 1/4 MTSH0605C19 28 UN 6 5.00 3 19.0 58 3xD1
24 10, 12 MTSH06035C10 24 UN 6 3.50 3 10.6 58 2xD1
24 5/16, 3/8 MTSH08066C17 24 UN 8 6.60 3 17.0 64 2xD1
24 5/16, 3/8 MTSH08066C24 24 UN 8 6.60 3 24.0 64 3xD1
20 1/4 MTSH06047C14 20 UN 6 4.75 3 14.0 58 2xD1
20 1/4 MTSH06047C19 20 UN 6 4.75 3 19.0 58 3xD1
20 716 MTSH0808C25 20 UN 8 8.00 3 25.0 64 2xD1
18 5/16 MTSH0606C17 18 UN 6 6.00 3 17.0 58 2xD1
18 5/16 MTSH0606C23 18 UN 6 6.00 3 23.0 58 3xD1
18 5/8 MTSH1212D35 18 UN 12 12.00 4 35.0 84 2xD1
16 3/8 MTSH08067C22 16 UN 8 6.70 3 22.0 64 2xD1
14 7/16 MTSH08077C25 14 UN 8 7.70 3 25.0 64 2xD1
13 1/2 MTSH10092C27 13 UN 10 9.20 3 27.5 73 2xD1
12 9/16 MTSH12105C31 12 UN 12 10.50 3 31.5 84 2xD1
1 5/8 MTSH12114C34 11 UN 12 11.40 3 34.5 84 2xD1
10 3/4 MTSH16144D41 10 UN 16 14.40 4 415 | 105 2xD1

Order example: MTSH 06047C14 20 UN MT9  1TE2=(##: MTSH 06047C14 20 UN MT9

W35 86-21-58428888 # A 86-21-58423636 LB R AR A AR %2485



. & Al 5 "
SUNROXM f 3 i Z AR A R ]
HARDCUT = @Carmex Precision oo L
G (55°)BSW,BSP/AISMELER

G (55¢) BSW, BSP
Same Tool for Internal and External Thread

ﬁMj

EFUIHIE Left hand cutting
CNC3E2M04 For CNC code use M04

BT L3 TS iz YIRIER JHI7Z)E ERKE AR BEKEL
28 G1/8 MTSH08078 C19 28W 8 7.8 3 19.5 64
19 G1/4-3/8 MTSH1010 D30 19W 10 10.0 4 30.0 73 oxD1
14 G1/2-7/8 MTSH1212 D37 14W 12 12.0 4 37.0 84
11 G=1 MTSH1616 D44 11W 16 16.0 4 44.0 105

Order example: MTSH 1010D30 19W MT9  iT#5#%3(: MTSH 1010D30 19 W MT9

W35 86-21-58428888 A 86-21-58423636 LR R AT R AR AR 352485
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EELIHI

L ZART B A A
HARDCUT

I1SO

0.5 M3
0.7 M4
0.8 M5
1.0 M6
1.

1.0

1.25 M8
1.5 M10
1.5

1.75 M12

ISO / F{Elfs / REER TN

Tools for Internal Thread

Q
[\
[<RENNNE NN

2=10
2=10
@=12
0=14
@=12

Df

<« | >

i

MTH06024C5 0.5
MTH06031C7 0.7
MTH0604C9 0.8
MTHO08048D10 1.0
MTH0806D13 1.0
MTH1008D16 1.0

MTHO0806D14 1.251SO 8
MTH1008D17 1.5 ISO 10
MTH1210D21 1.5 ISO 12
MTH12095D20 1.75 ISO 12

Order example: MTH08048D10 1.0 ISO MT11 {75

UN un/#@if / ReERTrIBR

Tools for Internal Thread

wIgFs  =s-unc/unFunwerDetail A

40 5
32 6
32 8
32

28

28

24

20 1/4
20

18 5/16
16 3/8
14 7116
13 1/2

Order example: MTH06048C12 20 UN MT11

10
1/4

5/16, 3/8 |9/16, 5/8, 11/16

716, 1/2
9/16, 5/8
3/4
7/8

12

716, 1/2

3/4,1
11/16

TS

MTH06025C6 40 UN
MTH06026C5 32 UN
MTH06032C7 32 UN
MTH06038C9 32 UN
MTHO08052D11 28 UN
MTH12096D20 28 UN
MTH08066D14 24 UN
MTH06048C12 20 UN
MTH12092D21 20 UN
MTH08057C14 18 UN
MTH10074C16 16 UN
MTH10085D20 14 UN
MTH12094D22 13 UN

3.6 5.3 59 | 58
4.3 7.4 8.0 | 58
5.2 9.2 9.8 | 58
6.4 10.5 1.3 | 64

~
(o))
A PAPARARARDRDOOW
-
w
6]
-
N
w
»
X

=#: MTH 08048 D10 1.0 ISO MT11

—_

59| 65| 58

209 | 21.6| 73
225 | 235| 84

3

3
4.4 3 7.5 8.1| 58
5.0 3 9.1 9.7| 58
6.8 4 1.3 | 121| 64
1.2 4 204 | 21.2| 84
8.0 4 143 | 15.0| 64
6.0 3 121 | 12.7| 58
10.8 4 21.0 | 21.8| 84
7.5 3 148 | 15.7| 64
9.2 3 16.7 | 17.6| 73

4

4

iTH4#: MTH 06048C12 20UN MT11

w15 80-21-58428888
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Mini Mill-Thread MTS and MT] types #fRigst IMTSHIMTIZ

MT7 Sub-Micron Grade with Titanium Aluminum Nitride multi-layer coating (ISO K10 - K20). This is a general
purpose grade, which can be used with all materials; it should be run at medium to h’iéqh cutting speeds.
MT7: IRSRIRGELE (TIAIN) E53%E (1SO K10-K20) BRTHAME; hISMIELEE,
MT8 Sub-Micron Grade with Aluminum Titanium Nitride (AITiN) multi-layer coating (ISO K10-K20). Extremely
high heat resistant and smooth cutting operation, for high performance, and normal machining
conditions. General purpose for all materialsMT8: TREHREREESRE (AITIN) (1ISO K10-K20) 4539

LRITIEIMT, SXeeiliBRAIRE, E/A 7, )
MT11 S'I:tra— ne suB—mlc'r_éﬁ 57a5e \;H\Ial%ﬁ advanceg:g@ﬁ triple coating. MT11: 53T MBI HPVD={ERE
Cutting Feed mm/tooth  Eifi#ia
Sta{ﬁ(?ar Materials Speed Cutting Diameter = D #JJHIEZ
ISOTEE 1 JUmin. | 01 |01.5| 02 | 03 | 04 | 05 | @6 | 07 | 08 | 09 |@10/012|014|016
Low and Medium Carbon Steels
<O55%C (AR 60-120(0.04|0.05|0.05|0.07|0.09|0.11 |0.13|0.14|0.15|0.16|0.16/0.17|0.18|0.18
P High Carbo_,ﬂ_]%aelsaO.SS%C 60- 90/0.03|0.040.05/0.06/0.08/0.09/0.10/0.12/0.13|0.14|0.14/0.16|0.17|0.18
=1V
Alloy Steels, Treated Steels
N NS 50- 80/0.03|0.040.04/0.05/0.05/0.06|0.07|0.07|0.08/0.09/0.10/0.12]0.13|0.14

Stainless Steels - Free Cutting 70-100|0.02|0.030.03|0.04|0.05|0.06 |0.06|0.07|0.08|0.09|0.10|0.11|0.12|0.13
ST EN

M Stainlﬁiﬁs&#é%ﬁtenitic 60- 90|0.02/0.03|0.03|0.04|0.05|0.06|0.06|0.07|0.08|0.09|0.10|0.11|0.12|0.13
E3 S
Cast §eels FETEN 70- 90|0.03|0.040.04|0.05|0.05|0.06|0.07|0.07|0.08|0.09|0.10|0.12|0.13|0.14

Castlron #5&% 40- 80/0.04|0.05(0.05/0.07/0.09(0.11 0.13|0.14|0.15(0.16(0.16|0.17|0.18 | 0.18

Aluminum <12%$i, Copper 100-200|0.04 |0.05|0.05|0.070.09|0.11|0.13|0.140.15|0.16|0.160.17|0.180.18
F S B NTFET12%EE2/40
Aluminum >12% Si 60-140|0.03|0.03|0.03|0.04|0.05|0.06 |0.06|0.07|0.08|0.09|0.10|0.11|0.13|0.14
EaEAT12%E8

Synthetics, Duroplastics, & %444

Thermoplastics  FE#A /#1285

50-200|0.09/0.10|0.11|0.12|0.14|0.16|0.18|0.19|0.19|0.19|0.19|0.19|0.20|0.20

20- 40|0.03|0.030.03|0.04|0.04|0.05|0.06|0.06|0.06|0.07 |0.07|0.07|0.08|0.08

Nickel Alloys and Titanium Alloys
BasNgsEE
start center arc thread arc end
point location entrance milling exit point
FILEL 3

DEIN (1 wms (O W L
RARIRLNHET] S5 L2 3T LE w

Mini Mill-Thread L]
vs. Taps ,

Fif

Features 45 Mini Mill-Thread #{Rig4r%%7] Taps 444
Thread surface quality B4R [EFEE High 5 Medium rh
Thread geometry $247 148l R ~F Very accurate JEEFE Medium
Thread tolerances 247/ 4H, 5H, 6H with std cutter 6H with standard tap, 4H with specific tap 6H/E EJEfR
Machining time I LEd[& Same as t4p o Shorter [F 2 543 Short  #E
Tool breakage 7] Eifkh Almost not possible 1,7~ m]&E Could happen often BJgERE L4
Machining load #]§llfa % Very low JEFE(E High B
Range of thread diametersi2 43 112 i E|Wide range of diameters#5 Specific tap for each diameter S/ #1&ERHR
Right/Left hand threading 7745 4241 Same cutter [EIFEAN Specific tap for each JEfR22 5
Geometric shape J1,{al{ R Full profile 522 Partial profile 52272

W45 86-21-58428888 A A 86-21-58423636 L AR R AT A 382485



2 40 A
Z e )]—52

\)

SUNROXM | b =R G A RN E
Mill - Thread Technical Section &2 Carmex s

B RABS
Mini Mill-Thread MTSH type #fRigs s IMTSHEL

MT9 Sub-Micron Grade with advanced PVD triple coating. MT9: T{EIHEPVD=1Z%E
Left hand cutting for CNC code use M04 /- FE1]}l7JCNCIES M04

BE#E
PIHIER

- el s 2040 | 0.03 | 0.03 | 0.03 | 0.04 | 0.04 | 0.05 | 0.06 | 0.06 | 0.06 | 0.07 | 0.07 | 0.07 | 0.08 | 0.08
and High Temp. Alloys

HARHMEaR/AES

45-50 | 60-70 | 0.03 | 0.04 | 0.04 | 0.05 | 0.05 | 0.06 | 0.06 | 0.07 | 0.07 | 0.08 | 0.08 | 0.09 | 0.10 | 0.11
H |Hardened Steels 51-55 | 50-60 | 0.02 | 0.03 | 0.03 | 0.04 | 0.04 | 0.05 | 0.05 | 0.06 | 0.06 | 0.07 | 0.07 | 0.08 | 0.09 | 0.10
SR 56-62 | 40-50 | 0.01 | 0.02 | 0.02 | 0.03 | 0.03 | 0.04 | 0.04 | 0.05 | 0.05 | 0.06 | 0.06 | 0.07 | 0.08 | 0.09
start center arc thread end
point location entrance milling | point
IR L L @ BEEMTIA @ i?ﬂiﬁiﬁl] @ EEE 1 *%*5
Case Study
Application RZF Internal Thread M4 X 0.7 | REEZIM4X0.7
Thread Depth M24URE | 8.0 mm 8.0mm
Workpiece Material #1#} | Tool Steel: D2 TAN: D2
Hardness #@E 60-62 (HRc) 60-62HRC
C Cutter Descriptiorﬂjﬁiﬁiﬁ MTSH06031C9 0.7 ISO ) MTSH06031C9 0,7 ISO
1 i 4 Cutting Speed:44m/min\ PIEEE: 44m/min,
\Mac mng}gj;ﬁﬁs%r}#ltlons Feed:0.03 mm/tooth ) #ee: 0.03/815
(" Machine #L5 Mori Seiki VN5000 ) #RHEHL VN5000
Control =%z Fanuc ERE
\_ Cooling Lubricant ;¢#)i#& | Emulsion ) AR
C Tool Life (No. of Threads) |84 )
84

7NREFw (RYHE)

W35 86-21-58428888 A 86-21-58423636 LR R AT R AR AR 352485
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MTH type mTHz

MT11 Sub-Micron Grade with advanced PVD triple coating. MT11: AT {4EI K EPVD={S2E
Bib#ta
PIHIER

0.04

Nickel Alloys, Titanium Alloys 003
and Hih Tem. Alloys A ’

RO SB/ A S B S im e

0.03

Hardened Steels 45-50 | 70-80 | 0.02 | 0.03 | 0.03 | 0.04 | 0.04 | 0.05 0.07
Cast Iron 51-55 | 60-70 | 0.01 | 0.02 | 0.02 | 0.03 | 0.03 | 0.04 | 0.04 | 0.05 | 0.06
B AEE L 56-62 | 40-50 | 0.005| 0.01 | 0.01 | 0.02 | 0.02 | 0.03 | 0.03 | 0.04 | 0.05

For cutters with long cutting length reduce feed rate by 40% #IERILIZSURM D #HLATRA0%

Positioning

HEIRLY
Thread Milling

i
Chamfering

W45 86-21-58428888 A 86-21-58423636 L AR R AT A 382485
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