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for ISO Metric Internal Thread
without Oil Hole

XHPMT

Fraises 2 tailles M /MF Thread mill - 4 dents en

B  VHM Friser M /MF Thread mill 4 Zihne U0 o monobloc
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EDP No. I EDV-Nr. / CODE usine / Codice EDP

0600
0800
1000
1200
1400
1600

MF
EDP No. / EDV-Nr. / CODE usine / Codice EDP

0800

0800 057 06
1000

1200

1200 072
1200 072 10
1400

1400 083 10
1600

1600 083 12
1800

1800 090 14
2000
2000092 16

Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E %
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Dimension ( mm ) H19*

13.00 1.00 3
=M8 17.50 125 6 60 6 3 °
=M10 21.00 150 75 75 8 4 o
=M12 26.25 175 95 75 10 4 O
=M14 30.00 200 10 83 10 4 4
=M16 34.00 200 12 83 12 4 .

Dimension ( mm ) H21*

17.00 1.00 3
>M8 17.25 0.75 6.0 57 6 3 .
>=M10 21.00 1.00 8.0 64 8 4 .
=M12 25.50 1.50 9.5 72 10 4 ]
=M12 26.25 1.25 9.5 72 10 4 °
>M12 25.00 1.00 9.5 72 10 4 °
=M14 30.00 1.50 10.0 83 10 4 .
=M14 29.00 1.00 10.0 83 10 4 .
=M16 34.50 1.50 12.0 83 12 4 °
>M16 33.00 1.00 12.0 83 12 4 .
=M18 37.50 1.50 14.0 90 14 5 L
=M18 37.00 1.00 14.0 90 14 5 L
>M20 42.00 1.50 16.0 92 16 5 o
>M20 41.00 1.00 16.0 92 16 5 L
Cutting Parameter
MOl  MO2 | SO1 || s02 || S03  Hol - - 350
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Technical specifications subject to change without prior notice



for ISO Metric Internal Thread
with Oil Hole

XHPMT

Fraises 2 tailles M /MF Thread mill - 4 dents en

|  VHM Friser M /MF Thread mill 4 Zihne U0 o manobloc
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EDP No. / EDV-Nr. | CODE usmeICodlce EDP Dimension (mm)

0600 13.00 100
0800 :M8 1750 1.25 6 60 6
1000 =MI0 2100 150 75 75 8
1200 sMI2 2625 175 95 75 10
1400 :M14 30,00 200 10 8 10
1600 :Mi6 3400 200 2 83 12
MF

EDP No. / EDV-Nr. | CODE usmeICodlce EDP Dimension (mm)

0800 17.00 1.00

0800 05706 >M8 17.25 0.75 6.0 57 6
1000 =M10 21.00 1.00 8.0 64 8
1200 =M12 25.50 1.50 9.5 Y 10
1200 072 =M12 26.25 1.25 95 72 10
1200 07210 =M12 25.00 1.00 95 72 10
1400 =M14 30.00 1.50 10.0 83 10
1400 08310 =M14 29.00 1.00 10.0 83 10
1600 >M16 34.50 1.50 12.0 83 12
1600 08312 =M16 33.00 1.00 120 83 12
1800 >M18 37.50 1.50 14.0 90 14
1800 090 14 >M18 37.00 1.00 14.0 90 14
2000 >M20 42.00 1.50 16.0 92 16
200009216 =M20 41.00 1.00 16.0 92 16
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | # B E %

- - - KO2 POl P02 | PO3 MOl  M02 | SO1 | SO2 | SO03  HOl  Ho2 - -
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Technische dnderungen ohne vorherige information vorbehalten
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Cutting Parameter
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THREAD MILL Recommended Cutting Data

XHPMT

For ISO Metric Thread 4 Flutes

Thread

Milling B 5
‘:n’:::::?agl Carbon Steel Alloy Steel Prehardened Steel Stainless Steel Grey Cast Iron Ductile Cast Iron
Properties - 520 <Rm <1200 35<HRC<45 High machinability Low machinability - -
D(mm) | Vc(m/min) Fz(mm) | Vc(m/min) Fz(mm) | Vc(m/min) Fz(mm) | Vc(m/min) Fz(mm) | Vc(m/min) Fz(mm) | Vc(m/min) Fz(mm) | Vc(m/min) Fz(mm)
6 0.020 0.010 0.005 0.010 0.005 0.020 0.020
8 0.040 0.030 0.025 0.020 0.015 0.040 0.040
10 0.050 0.040 0.035 0.027 0.021 0.050 0.050
12 0.060 0.050 0.045 0.034 0.027 0.060 0.060
100 90 90 60 55 100 100
2 14 0.070 0.060 0.055 0.041 0.033 0.070 0.070
E :II 16 0.080 0.070 0.065 0.048 0.039 0.080 0.080
E E 18 0.090 0.080 0.075 0.055 0.045 0.090 0.090
20 0.100 0.090 0.085 0.060 0.050 0100 0.100

Thread
Milling

n’::::?j Wrought Aluminium Cast Aluminium Copper Alloy Titanium Alloy Nickel Alloy
Properties Si<9% Si=9% = = =
D(mm) | Vc(m/min) Fz(mm) | Vc(m/min) Fz(mm) | Vc(m/min) Fz(mm) | Vc(m/min) Fz(mm) [ Vc(m/min) Fz(mm)
6 0.030 0.030 0.030 0.010 0.010
8 0.050 0.050 0.050 0.020 0.020
10 0.058 0.058 0.058 0.027 0.027
12 0.066 0.066 0.066 0.034 0.034
200 200 200 40 35

14 0.074 0.074 0.074 0.041 0.041
16 0.082 0.082 0.082 0.048 0.048
18 0.090 0.090 0.090 0.055 0.055
20 0.100 0.100 0.100 0.060 0.060

Recommended Cutting Data
Note: These recommended cutting conditions indicate just references. It should be adjusted due to different cutting conditions.
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