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Solid Carbide Single Profile Thread Mills 7 »S 1 E B
Partial Profile 60°

For Internal / External Threads and Right/Left Hand threads

ALTISiN PVD coated

Ideal for Steel, Stainless Steel, Aluminum

Fully ground, High performance, High wear resistance
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Order No. Pitch Range TPl Pitch Range(mm) D dn S L1 L Flute Price
7010-1004 100-72 0.25-0.35 1.05 0.6 4 35 50 4 $57.10
7010-1006 84-50 0.3-0.5 1.55 0.9 4 6 50 4 $64.85
7010-1010 48-28 0.5-0.8 3.90 2.7 4 16 50 4 $45.33
7010-1020 48-24 0.5-1.0 4.85 3.4 6 20 60 5 $45.33
7010-1030 48-20 0.5-1.25 5.9 4.1 6 25 60 5 $57.15
7010-1035 24-16 1.0-1.5 7.9 5.7 8 32 75 6 $69.15
7010-1040 24-14 1.0-1.75 9.9 7.5 10 38 75 6 $90.23
7010-1050 24-13 1.0-2.0 11.9 9.6 12 40 75 6 $119.29
7010-1060 12-9 2.0-3.0 14 10.0 14 48 100 6 $207.00
7010-1070 12-8 2.0-3.5 16 11.4 16 50 100 6 $247.00
7010-1080 24-7 1.0-4.0 12 7.2 12 38 75 6 $194.42
7010-1090 12-6 2.0-5.0 16 10.9 16 50 100 6 $286.82
ACME Single Profile Thread Mills
For Internal and External Threads
ALTISiN PVD coated
Ideal for Steel, Stainless Steel, Aluminum
Fully ground, High performance, High wear resistance
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Order No. Thread D S L1 L No. of Flute Price
7010-7010 1/4-16 0.185 0.236 0.590 1.968 4 $83.13
7010-7020 5/16-14 0.236 0.236 0.787 1.968 4 $89.13
7010-7030 3/8-12 0.284 0.315 0.984 2.362 4 $118.11
7010-7040 1/2-10 0.394 0.394 1.378 2.953 4 $199.45
7010-7050 5/8-8 0.472 0.472 1.378 2.953 4 $228.15
7010-7060 3/4-6 0.472 0.472 1.378 2.953 4 $234.44
7010-7070 1"-5 0.620 0.630 1.970 3.940 4 $381.92
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Solid Carbide Micro Thread Mills

Imperial

For Internal / External Threads and Right/Left Hand threads

ALTISiN PVD coated

Ideal for Steel, Stainless Steel, Aluminum
Fully ground, High performance, High wear resistance
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Order No. Thread D dn S L1 L No. of Flute  Price CAS
7010-2002 1-64 0.055 0.034 0.157 0.295 2.000 3 $48.90
7010-2005 2-56 0.065 0.043 0.157 0.196 2.000 3 $44.35
7010-2010 4-40 0.085 0.047 0.157 0.374 2.000 3 $36.40
7010-2015 4-48 0.089 0.063 0.157 0.374 2.000 3 $48.33
7010-2020 6-32 0.104 0.061 0.157 0.429 2.000 3 $36.40
7010-2025 8-36 0.126 0.091 0.157 0.492 2.000 3 $36.40
7010-2030 8-32 0.126 0.084 0.157 0.492 2.000 3 $36.40
7010-2040 10-24 0.146 0.092 0.157 0.591 2.000 3 $36.40
7010-2050 10--32 0.146 0.113 0.157 0.591 2.000 3 $36.40
7010-2060 1/4-20 0.193 0.127 0.236 0.768 2.000 3 $40.43
7010-2070 1/4-28 0.209 0.162 0.236 0.768 2.000 3 $46.43
7010-2080 5/16-18 0.252 0.180 0.315 0.957 2.360 4 $69.10
7010-2090 5/16-24 0.252 0.187 0.315 0.957 2.360 4 $78.50
7010-2100 3/8-16 0.307 0.230 0.315 1.157 2.360 4 $92.50
7010-2110 3/8-24 0.307 0.270 0.315 1.157 2.360 4 $107.00
7010-2120 7/16-14 0.362 0.273 0.394 1.339 3.000 4 $98.58
7010-2125 7/16-20 0.362 0.278 0.394 1.339 3.000 4 $113.32
7010-2130 1/2-13 0.413 0.295 0.472 1.535 3.000 4 $116.37
7010-2140 1/2-20 0.413 0.304 0.472 1.535 3.000 4 $124.90
Solid Carbide Micro Thread Mills
Metric
For Internal / External and Right / Left Hand threads —- L L1 -
ALTIiSiN PVD coate.d . . - - — ol
Ideal for Steel, Stainless Steel, Exotic Metals, Aluminum ~ — — Y — —
Fully ground, High performance, High wear resistance "7 {%V
® @)
Unit : mm
Order No. Thread D dn S L1 L No. of Flute  Price CAS
7010-3002 M1 x 0.25 0.7 0.40 4.0 35 50 3 $46.90
7010-3005 M1.4 x 0.3 1.1 0.65 4.0 4.5 50 3 $46.90
7010-3007 M1.6 x 0.35 1.2 0.75 4.0 5.0 50 3 $46.90
7010-3010 M2 x 0.4 1.6 1.00 4.0 6.6 50 3 $36.40
7010-3015 M2.5 x 0.45 2.0 1.40 4.0 8.2 50 3 $36.40
7010-3020 M3 x 0.5 2.3 1.60 4.0 9.3 50 3 $36.40
7010-3030 M4 x 0.7 3.2 2.20 4.0 12.4 50 3 $36.40
7010-3040 M5 x 0.8 4.0 3.00 4.0 15.4 50 3 $36.40
7010-3050 M6 x 1.0 4.8 3.50 6.0 18.5 50 3 $44.43
7010-3060 M8 x 1.25 6.0 4.40 6.0 24.6 50 4 $49.20
7010-3070 M10x 1.5 8.0 6.10 8.0 30.8 60 4 $69.10
7010-3080 M12 x 1.75 10.0 7.70 10.0 36.9 75 4 $113.37




7SITEB
Solid Carbide Full Profile Thread Mills
Imperial

For Internal and External Threads
ALCRNA PVD Coated
Ideal for Steel, Stainless Steel, Exotic Metals, Aluminum

Fully ground, High performance, High wear resistance L

Order No. Thread D S L1 L No. of Flute Price
7010-4020 1/4-20 0.197 0.236 0.472 2.362 4 $64.26
7010-4030 1/4-28 0.209 0.236 0.472 2.362 4 $64.26
7010-4040 5/16-18 0.256 0.315 0.709 2.362 4 $77.93
7010-4050 5/16-24 0.268 0.315 0.709 2.362 4 $77.93
7010-4060 3/8-16 0.307 0.315 0.827 2.362 4 $94.50
7010-4080 7/16-14 0.366 0.394 0.945 2.953 4 $117.67
7010-4100 1/2-13 0.394 0.394 0.945 2.953 4 $110.67
7010-4110 9/16-12 0.472 0.472 1.102 2.953 4 $165.86
7010-4120 5/8-11 0.472 0.472 1.102 2.953 4 $142.98
7010-4130 3/4-10 0.630 0.472 1.496 3.937 4 $149.98
7010-4140 1"-8 0.630 0.630 1.653 3.937 4 $257.29

Solid Carbide Full Profile Thread Mills
Metric

For Internal and External Threads

ALCRNA PVD Coated

Ideal for Steel, Stainless Steel, Aluminum

Fully ground, High performance, High wear resistance
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7STEB unit : mm

Order No. Thread D S L1 L No. of Flute Price
7010-5020 M3 x 0.5 2.35 4.0 6.0 50 4 $49.11
7010-5030 M4 x 0.7 3.15 4.0 8.0 50 4 $49.11
7010-5040 M5 x 0.8 4.0 4.0 10.0 50 4 $49.11
7010-5050 M6 x 1.0 4.8 6.0 12.0 60 4 $64.29
7010-5060 M8 x 1.25 6.0 6.0 16.0 60 4 $66.90
7010-5070 M10x 1.5 8.0 8.0 21.0 60 4 $90.93
7010-5080 M12 x 1.75 10.0 10.0 24.0 75 4 $116.28
7010-5090 M14 x 2.0 12.0 12.0 28.0 75 4 $142.10
7010-5100 M16 x 1.5 12.0 12.0 28.0 75 4 $267.70
7010-5130 M18 x 2.5 14.8 16.0 38.0 100 4 $298.25
7010-5150 M24 x 3.0 16.0 16.0 42.0 100 4 $308.81
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Solid Carbide NPT and NPTF Full Profile Thread Mills

For Internal & External Right & Left Hand Threads
ALCRNA PVD coated

Ideal for Steel, Stainless Steel, Aluminum, Exotic Metals
Fully ground, High performance, High wear resistance
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Order No. Thread D S L1 L No. of Flute Price
7010-6011 1/16-27 NPT 0.213 0.236 0.370 2.362 4 $67.38
7010-6010 1/16-27 NPTF 0.213 0.236 0.370 2.362 4 $67.38
7010-6020 1/8-27 NPT 0.291 0.315 0.700 2.362 4 $84.60
7010-6030 1/4-18 NPT 0.358 0.394 0.551 2.953 4 $106.82
7010-6031 1/4-18 NPTF 0.358 0.394 0.551 2.953 4 $122.90
7010-6040 3/8-18 NPT 0.437 0.473 0.555 2.953 4 $158.23
7010-6050 1/2-14 NPT 0.425 0.472 0.709 2.953 4 $158.23
7010-6051 1/2-14 NPTF 0.425 0.472 0.709 2.953 4 $166.35
7010-6060 1"-11.5 NPT 0.575 0.630 0.866 3.937 4 $220.80
7010-6061 1"-11.5 NPTF 0.575 0.630 0.866 3.937 4 $296.80
Solid Carbide BSP or G Full Profile Thread Mills

For Internal & External Right & Left Hand Threads

ALCRNA PVD coated

Ideal for Steel, Stainless Steel, Aluminum, Exotic Metals

Fully ground, High performance, High wear resistance
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Order No. Thread D S L1 L No. of Flute Price CAS
7010-8010 1/8-28 BSP 0.315 0.315 0.551 2.362 4 $91.88
7010-8020 1/4-19 BSP 0.315 0.315 0.709 2.360 4 $106.82
7010-8040 1/2-14 BSP 0.472 0.472 0.787 2.950 4 $176.43
7010-8060 1"-11 BSP 0.630 0.630 1.260 4.000 4 $328.69
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Micro and Single Profile Speed and Feed Selection

Micro and Single Profile Thread Mill Speed and Feed Selection (Imperial)
Cutting Feed Chipload per Tooth (IPT)
b Materials Speed Cutting Diameter
Standard :
SFM | D.04" | 0.06" | 0.08" | 0.12" | 016" | 0.20" | 024" | 0.28" | 032" | 0.36" | 0.40" | 048" | 0.56" | 0.64"
Ls d Medium Carbon Steel
CG[;V :Er,;w LAt 155-390 | 0.0016 | 0.0020 | 0.0020 | 0.0028| 0.0035 | 0.0043 | 0.0051 | 0.0055 | 0.0059 | 0.0063 | 0.0063 | 0.0067 | 0.0003 | 0.0074
P  |High Carbon Steels = 0.55%C 195-295 0.0024| 0.0031 | 0.0035 | 0.0039 | 0.0047 | 0.0051 | 0.0055 | 0.0055 | 0.0063 | 0.0002 | 0.0071
Alloy Steels, Treated Steels 165-260 0.0020| 0.0020 | 0.0024 | 0.0026 | 0.0028 | 0.0031 | 0.0035 | 0.0039 | 0.0047 | 0.0002 | 0.0055
Stainless Steels - Free Cutting 230-325 0.0016| 0.0020 | 0.0024 | 0.0024 | 0.0028 | 0.0031 | 0.0035 | 0.0039 | 0.0043 | 0.0002 | 0.0051
M Stainless Steels - Austenitic 195-295 0.0016| 0.0020 | 0.0024 | 0.0024 | 0.0028 | 0.0031 | 0.0035 | 0.0039 | 0.0043 | 0.0002 | 0.0051
Cast Steels 230-295 0.0020| 0.0020 | 0.0024 | 0.0028 | 0.0028 | 0.0031 | 0.0035 | 0.0039 | 0,0047 | 0.0002 | 0.0055
Castlron 130-260 0.0028
195-460 012 | 0.0016} 0.
STl Curostos Thonaplestc o koo o0er
Nickel Alloys and Titanium Alloys 85130 | 0.0012| 0.0012 | 0.0012 | 0.0016

Micro and Single Profile Thread Mill Speed and Feed Selection (Metric)
Cutting Feed mm/tooth
s:::ﬁ:ard Materials Souad Cutting Diameter = D

mimin | g1 |@1.5( 22 | @3 | o4 | @5 | 06 | 27 | 28 | @9 |210|@12|014|216
';?;;otgcmemum Carborblasis 60-120 | 0.04| 0.05| 005 007|009 0.11]|0.13| 0.14] 0.15| 0.16 | 0.16 | 0.17| 0.18 | 0.18
P High Carbon Steels = 0.55%C 6000 |[0.03| 004 |005|006(008|009]|0.10]|012]0.13| 014 | 0.14]| 0.8 0.17| 0.18
Alloy Steels, Treated Steels 5080 |0.03| 004 |004|005(005|006|007]|007|008| 0.0 |0.10]012]0.13|0.14
Stainless Steels - Free Cutting 70-100 | 0.02| 0.03 [ 003 | 0.04 | 0.05| 0.06| 0.06| 0.07| 0.08| 0.00 | 0.10]| 0.11] 0.12] 0.13
M Stainless Steels - Austenitic 6000 |[0.02| 0.03 |003|0.04(005|006|008]|007|008| 009 |0.10]011]| 012|013
Cast Steels 7090 | 0.03| 0.04|004|005|005|0086|0.07|007|008| 000 |010|012]| 013|014
Cast Iron 4080 |004|005|005|007|009|011|013|014|015| 016 |0.16|017| 018|018
Aluminum £12%Si, Copper 100-200 | 0.04| 0.05 | 005(007|0029| 0111013 014|0.15| 0.16 | 0.16| 017| 0.18| 0.18
Aluminum >12% Si B0-140 | 0.03| 0.03 [ 003 | 0.04 | 0.05| 0.06 | 0.06]| 0.07| 0.08| 0.08 | 0.10]| 0.1 0.13 | 0.14
Synthetics, Duropiastics, Thermoplastic 50-200 |0.09| 0.10|0.11|0.12|0.14)| 0.16|0.18| 0.19| 0.19| 0.19 [ 0.18| 0.19| 0.20 | 0.20
Nickel Alloys and Titanium Alloys 2040 | 003|003 |003|004|004|005|006|006|008| 007 |0.07]|007| 008|008




Full Profile Speed and Feed Selection

Full Thread Mill Speed and Feed Selection (Imperial)
Feed mm/tooth Cutting IPT
Cutting
ISO Materials Speed SFM Cutting Diameter
008" | 0.12" | 016" | 0.24" | 0.31" | 0.39" | 0.47" | 0.55" | 0.63" | 0.79" | D.98"
p tg“é;:h‘é”e“i”mcamms‘e“ 295 -655 | 0.0012 | 0.0016 | 0.0016 | 0.0024 | 0.0028 | 0.0031 | 0.0035 | 0.0043 | 0.0047 | 0.0059 | 0.0071
High Carbon Steels 20,55%C 325-475 | 0.0008 | 0.0012 | 0.0012 | 0.0020 | 0.0024 | 0.0028 | 0.0031 | 0.0035 | 0.0038 | 0.0047 | 0.0059
Alloy Steels, Treated Steels 0.0000 | 0.0000 | 0.0000 | 0.0000 | 0.0000 | 0.0000 | 0.0000 | 0.0000 | 0.0000 | 0.0000 | 0.0000
M |Stainiess Steels - Free Cutting 180-425 | 0.0008 | 0.0012 | 0.0012 | 0.0016 | 0.0020 | 0.0024 | 0.0024 | 0.0028 | 0.0031 | 0.0035 | 0.0043
Stainless Steols - Austeriitic 0.0000 | 0.0000 | 0.0000 | 0.0000 | 0.0000 | 0.0000 | 0.0000 | 0.0000 | 0.0000 | 0.0000 | 0.0000
Cast Steels 390-440 | 0.0008 | 0.0008 | 0.0012 | 0.0012 | 0.0016 | 0.0020 | 0.0020 | 0.0024 | 0.0028 | 0.0031 | 0.0039
Cast Iron 215-390 | 0.0012 | 0.0016 | 0.0016 | 0.0024 | 0.0028 | 0.0031 | 0.0035 | 0.0043 | 0.0047 | 0.0059 | 0.0071
Aluminum £12%8i. Copper 440 -918 | 0.0012 | 0.0016 | 0.0016 | 0.0024 | 0.0028 | 0.0031 | 0.0035 | 0.0043 | 0.0047 | 0.0059 | 0.0071
Aluminum >12% Si 295-655 | 0.0008 | 0.0008 | 0.0012 | 0.0012 | 0.0016 | 0.0020 | 0.0020 | 0.0024 | 0.0028 | 0.0031 | 0.0039
?ﬁ"‘“et"}s- D 295 -1050 | 0.0020 | 0.0024 | 0.0028 | 0.0031 | 0.0039 | 0.0043 | 0.0047 | 0.0055 | 0.0059 | 0.0071 | 0.0087
ermoplastics
Nickel Alloys, Titanium Alioys 65-230 | 0.0008 | 0.0008 | 0.0008 | 0.0012 | 0.0012 | 0.0012 | 0.0012 | 0.0016 | 0.0016 | 0.0016 | 0.0020

Full Thread Mill Speed , Feed Recommanded Table (Metric)

: Feed mm/tooth Cutting
Cutting

ISO Materials Speed Cutting Diameter = D
m/min
22 | @3 o4 6 | 88 | @10 | 912 | @14 | 016 | ©20 | 25

P |Low and Medium Carbon Steels <0.55%C 90-200 | 003|004 004 |006 |0.07)|008]0.09|011]0.12]0.15]0.18

High Carbon Steels 20.55%C 100-145 | 0.02 (003 | 0.03 (005 | 0.06 | 0.O7 | 008 (009 | 01 | 012 | 0.15
Alloy Steels, Treated Steels

M |Stainless Steels - Free Cutting 55-130 | 002 | 003 | 003 | 004 | 0.O5| 0.06 | 0.06 | 0.07 | 0.08 | 0.09 | 0.11
Stainless Steels - Austenitic
Cast Steels 120-135 | 002 | 0.02| 003 | D03 | 004 | 0O5| 0.05| 0.06 | 0.07 | 0.08 | 0.10

Cast Iron 65-120 | 003 | 004 | 004 | 006 | 007 | 008 | 009|011 | 0.12 ] 0.15 | 0.18
Aluminum £12%Si, Copper 135-280 | 003 | 004 | 004 (006|007 | 008|009 | 011 )| 012|015 0.18
Aluminum >12% Si 90-200 | 002|002| 003 |00D3|004|005] 005|006 | 007|008 | 0.10
Synthetics, Duroplastics, Thermoplastics 90-320 | 005|006 | 007 | 008} 010 | 0111012 | 014 | 015 ] 0.18 | 0.22

S |Nickel Alloys, Titanium Alloys 20-70 002|002 002 | 003|003 |(003)]003(004] 004 | 004|005




Single Pitch Thread Milling Process 7SIEB
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Position above Feed to Bottom Fe_-ed to Arc on
Hole Center of Hole Position, Spiral Feed
acc. to Thread Pitch
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-_-

Continue Process Upward Arc Exit End Point 7
until Thread is Complete



Micro Profile Thread Milling Process 'SITEB
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Position above Feed to Bottom Feed to Arc on
Hole Center of Hole Position, Spiral Feed
acc. to Thread Pitch

Continue Process Upward Arc Exit End Point
until Thread is Complete 8
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Full Profile Thread Milling Process

Feed to Arc on
of Hole Position and Spiral

Feed to Bottom

Position above
Hole Center

Feed for One Pitch

Arc Exit End Point

360° Spiral Machining



