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For thread depth up to 2xD1 kﬁ‘?c"ﬁ QdCE,‘étJ'.'}?e MO04
72 1 MTSH06014C3 72 UN 6 1.45 3 3.7 58
64 1 2 MTSH06014C3 64 UN 6 1.40 & 3.8 58
56 2 3 MTSH06016C4 56 UN 6 1.65 3 4.4 58
48 @ 4 MTSH06019C5 48 UN 6 1.90 & 5.2 58
40 4 MTSH06021C6 40 UN 6 2.10 3 6.3 58
40 5 6 MTSH06024C7 40 UN 6 2.45 & 7.0 58
36 8 MTSHO06033C9 36 UN 6 3.30 3 9.0 58
32 6 MTSH06025C7 32 UN 6 2.55 8 71 58
32 8 MTSH06032C9 32 UN 6 3.20 3 9.5 58
32 10 MTSH06037C10 32 UN 6 3.70 & 10.5 58
28 12 MTSH06042C11 28 UN 6 4.20 3 1.0 58
28 1/4 MTSH0605C14 28 UN 6 5.00 3 14.5 58
24 10,12 MTSH06035C10 24 UN 6 3.50 3 10.6 58
24 5/16, 3/8 MTSH08066C17 24 UN 8 6.60 3 17.0 64
20 1/4 MTSH06047C14 20 UN 6 4.75 3 14.0 58
20 7/16 MTSH0808C25 20 UN 8 8.00 3 25.0 64
18 5/16 MTSH0606C17 18 UN 6 6.00 3 17.0 58
18 5/8 MTSH1212D35 18 UN 12 12.00 4 35.0 84
16 3/8 MTSH08067C22 16 UN 8 6.70 3 22.0 64
14 7/16 MTSH08077C25 14 UN 8 7.70 3 25.0 64
13 1/2 MTSH10092C27 13 UN 10 9.20 3 27.5 73
12 9/16 MTSH12105C31 12 UN 12 10.50 3 31.5 84
11 5/8 MTSH12114C34 11 UN 12 11.40 3 34.5 84

For thread depth up to 3xD1

80 0 MTSH06012C4 80 UN 6 1.15 3 4.0 58
72 1 MTSHO03015C6 72 UN 3 1.45 3 6.0 39
56 2 3 MTSH06016C6 56 UN 6 1.65 3 6.6 58
40 4 MTSH06021C8 40 UN 6 2.10 3 8.0 58
40 5 6 MTSH06024C9 40 UN 6 2.45 3 9.6 58
32 6 MTSH06025C10 32 UN 6 2.55 3 10.5 58
32 8 MTSH06032C12 32 UN 6 3.20 3 125 58
32 10 MTSH06037C15 32 UN 6 3.70 3 15.0 58
28 1/4 MTSH0605C19 28 UN 6 5.00 3 19.0 58
24 5/16, 3/8 MTSH08066C24 24 UN 8 6.60 3 24.0 64
20 1/4 MTSH06047C19 20 UN 6 4.75 3 19.0 58
18 5/16 MTSH0606C23 18 UN 6 6.00 3 23.0 58

Order example: MTSH 06047C14 20 UN MT9




& CPT Mill - Thread Technical Section

Mini Mill Thread MTSH type

MT9 Sub-Micron Grade with advanced PVD triple coating.

Cutting Feed mm/tooth
ISO Material HaLdseSS Speed Cutting Diameter = D
¢ Im/min| o1 015/ 02 | 23 |04 |05 |06 | 27 | 28 | 09 [210|012|014|016
g | Nickel Alloys, Titanium Alloys 20-40 | 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

45-50 | 60-70 |0.03|0.04|0.04|0.05|0.05|0.06|0.06 0.07|0.07|0.08|0.080.09(0.100.11
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
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 arc end
point location entrance milling exit point
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CASE STUDY

Application Internal Thread M4 X 0.7
Thread Depth 8.0 mm
/

Workpiece Material Tool Steel: D2
Hardness 60-62 (HRc)

Cutter Description MTSH0250C35 0.7 ISO
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Cutting Speed: 44 m / min
Machining Conditions

Feed: 0.03 mm / tooth
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Machine Mori Seiki VN5000
Control Fanuc
Cooling Lubricant Emulsion
4
(Tool Life (No. of Threads) 84 )




