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Guangdong UNT Cutting Tools Co., Ltd.

UNT' is a big manufacturer of CNC Milling tools.

UNT’ owned an industrial park 9,000 SQM in Dongguan China, imported Australian ANCA CNC grinding
machines 35 sets, Walter CNC Cutter Grinders 5 sets, and 55 engineer design teams and

30 salesmen.

We established an I1ISO9001 quality control system, use high-quality and stable German Carbide Rods,
SWISS OERLIKON new coating technologies, to improve the oxidation resistance and hot hardness. We
import Germany ZOLLER Digital Measuring Instruments, such as precision testing equipment, to ensure
stable dimensional accuracy and fine surface quality.

We have been an OEM Partner for Well-known brand tools for 15 years, Our warehouse 1500 SQM with
millions of in-stock, ready to shipping end mills in 24 hours.

UNT Cutting tools have been distributed in Europe, Asia, North America, and many other cities, Hot sales
products include High-performance Carbide end mills EMC/X5070 series, HRC55 Carbide end mills, EMF
Diamond Coated Tools, Thread & tap, Coolant drills, Super-micro end mills, EMD for Stainless steels, etc,
and all kinds of custom-sized CNC Miling tools.

We have a full-service design and engineering staff, and Markets sales to build a multilevel of variations
of custom tools to your specific specifications.

Our aim is to help every customer achieve maximum benefits, to build a world-class quality cutting tool
brand.

Choose the good Tools, Choose “"UNT” Precision Tools.
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EMH.27: External Thread Milling Cutters - Full Form - UN Threads 2xD0 (Le<2x#ZWER)
UNT EDP# Nominal Thread Size Pitch Metric size Crest FIute
AR AN TR R~ L4l R< HEBREEL
Ex Thread UNC UNF D Z

EMH.27.001 No.8-32 32 4 3.9 50 8.7 3 1
EMH.27.002 No.12-28 28 4 3.9 50 1.8 3 13
EMH.27.003 No.12-24 24 4 3.9 50 1.6 3 1
EMH.27.004 1/4"X20 20 4 3.9 50 12.70 3 10
EMH.27.005 5/6"X18 18 6 5.9 60 16.9 3 12
EMH.27.006 3/8"X16 16 8 7.9 65 19.1 3 12
EMH.27.007 9/16"X12 12 12 11.9 82 29.6 4 14

5 & ZF IR nerE N IRa Bt )

EMH.28: Internal Thread Milling Cutters - Full Form - UN Threads 2xDO (Le<2xIZLEH1Z)

UNT EDP# Nominal Thread Size Pitch Metric size fes‘ Flute | Minor Dia
TR NIRRT 4256 R E;ﬁ Tty |EaEE

In Thread UN UNEF TIP D
EMH.28.001 No.8-36 No.12-3/8"X32 36 4 3.0 50 8.5 3 12 3.5
EMH.28.002 N0.10-32 7/16",1/2X28 32 4 3.3 50 1.1 3 14 4
EMH.28.003 No.12-28,1/4"X28  7/16",1/2X28 28 4 3.8 50 18 3 13 46
EMH.28.004 1/4"X28 7/16",1/2X28 28 6 4.6 60 127 3 14 55
EMH.28.005 9/16"-11/16"X24 28 10 9.2 75 227 4 25 102
EMH.28.006 No.12-24  5/16"3/8"X24  9/16"-11/16"X24 24 4 2.9 50 106 3 10 38
EMH.28.007 No.10-25 = 5/16",3/8"X24  9/16"-11/16"X24 24 4 35 50 1n6 3 1 45
EMH.28.008 5/16",3/8"X24 = 9/16"-11/16"X24 24 6 5.7 60 159 3 15 6.8
EMH.28.009 3/8"X24 9/16"-11/16"X24 24 8 7.4 65 19.1 3 18 85
EMH.28.010 3/4"-1"X20 24 12 1.9 82 286 4 27 132
EMH.28.011 1/4"X20  7/16",1/2"X20 3/4"-1"X20 20 4 3.9 50 127 3 10 52
EMH.28.012 7/16",1/2"X20 3/4"-1"X20 20 10 8.5 75 229 4 18 98
EMH.28.013 1/2"X20 3/4"-1"X20 20 10 9.9 75 254 4 20 115
EMH.28.014 11/16"-1 11/16"X18 20 16 159 100  38.1 5 30 17.8
EMH.28.015  5/16"X18 = 9/16"5/8"X18  11/16"-1 11/16"X18 18 6 5.2 60 169 3 12 65
EMH.28.016 9/16",5/8"'X18  11/16"-1 11/16"X18 18 12 13 82 296 4 21 128
EMH.28.017 5/8"X18 18 12 19 82 325 4 23 145
EMH.28.018  3/8"X16 3/4"X16 16 8 6.7 65 19.1 3 12 80
EMH.28.019 3/4"X16 16 16 159 100 381 4 24 175
EMH.28.020  7/16"X14 7/8"X14 14 8 7.6 65 236 4 13 93
EMH.28.021 7/8"X14 14 20 187 110 444 4 24 205
EMH.28.022  1/2"X13 13 10 8.9 75 254 4 13 108
EMH.28.023 = 9/16"X12 1"-11/2"X12 12 12 103 82 296 4 14 123
EMH.28.024 1"-11/2"X12 12 20 199 110 508 5 24 235
EMH.28.025  5/8"X11 11 12 1.0 82 323 4 14 135
EMH.28.026  3/4"X10 10 16 135 100 381 5 15 165
EMH.28.027 7/8"X9 9 16 152 100 452 4 16 19.5
EMH.28.028 1"X8 8 20 170 110 508 4 16 220

U EFERRTIBENERABRTH RS, AREBEZAFTRITHEHE.

a’NZ CUTTING TOOLS Phone:+86-769-82100280/82100281 , www.unt-tools.com, E-mail:sales@unt-tools.com
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EMH.36: Internal Thread Milling Cutters - Tri-Form - UN Threads

2xDO (L1<2x#B 4 B 12)

UNT EDP# Nominal Thread Size Pitch Metric size Crest Flute Minor Dia
1ITE{CES AT R L4t R~ HEEES| D |RALERE

In Thread TIP D Z Zt
EMH.36.001 No. 1 -72 72 6 1 .45 60 3 3 1.6
EMH.36.002 No.1-64 No.2-64 64 6 1.40 60 4.2 8 3 1.5
EMH.36.003 No.2-56 No.3-56 56 6 1.65 60 5.0 3 3 1.8
EMH.36.004 No.3-48 No.4-48 48 6 1.90 60 6.0 3 3 2.1
EMH.36.005 = No.4,No.5-40 No.6-40 40 6 2.10 60 6.0 3 3 2.3
EMH.36.006 No.5-40 No.6-40 40 6 2.45 60 7.2 3 3 2.6
EMH.36.007 No.8-36 36 6 3.30 60 8.7 3 3 3.5
EMH.36.008  No.6,No0.8-32 No.10-32 32 6 2.55 60 7.4 3 3 2.8
EMH.36.009 No.8-32 No.10-32 32 6 3.20 60 10.0 3 3 35
EMH.36.010 No.10-32 32 6 3.80 60 10.3 3 3 4.0
EMH.36.011 1/4"x28 28 6 5.25 60 13.2 3 3 5.5
EMH.36.012 No.10-24 5/16"x24 24 6 3.58 60 10.2 3 3 3.9
EMH.36.013 5/16"x24 24 8 6.68 65 16.5 3 3 6.9
EMH.36.014 1/4"x20 7/16"x20 20 6 4.88 60 13.4 3 3 5.2
EMH.36.015 7/16"x20 20 10 9.55 75 23.0 3 3 9.9
EMH.36.016 5/16"x18 18 8 6.15 65 16.9 3 3 6.6
EMH.36.017 3/8"x16 16 8 6.70 65 19.1 3 3 8.0
EMH.36.018 7/16"x14 14 10 9.00 75 23.3 8 3 9.4

SHIUN=ZF 2 RErE R T T]

EMH.37 Internal Thread Milling Cutters - Tri-Form - UN Threads

3xDO (L1<3x#BL B 12)

UNT EDP# Nominal Thread Size Pitch Metric size Crest Flute | Minor Dia
TS AN TR R 125 RY AeEtEsy | D | RILEE
In Thread UNC D V4 Zt
EMH.37.001 No.1-72 72 3 1.45 38 5.75 3 3 1.6
EMH.37.002 No.1-72 72 6 1.45 60 5.1/5 3 3 1.6
EMH.37.003 No.2-56 No.3-56 56 3 1.65 38 7.0 3 3 1.8
EMH.37.004 No.4,No.5-40 No.6-40 40 5 2.10 38 9.0 8 3 2.3
EMH.37.005 No.4,No.5-40 No.6-40 40 6 2.10 60 9.0 3 3 2.3
EMH.37.006 No.5-40 No.6-40 40 6 2.45 60 10.0 3 S 2.6
EMH.37.007 No.6,No.8-32 No.10-32 32 3 2.55 38 11.0 3 3 2.8
EMH.37.008 No.6,No.8-32 No.10-32 32 6 2.55 60 11.0 3 3 2.8
EMH.37.009 No.8-32 No.10-32 32 6 3.20 60 13.0 3 3 3.4
EMH.37.010 No.10-32 32 6 3.80 60 15.1 S 3 4.0
EMH.37.011 No.12-28 1/4"x28 28 6 4.40 60 17.0 3 3 4.7
EMH.37.012 1/4"x28 28 6 5.25 60 19.6 3] 3 515)
EMH.37.013 5/16"x24 24 8 6.68 65 24.5 3 3 6.9
EMH.37.014 1/4"X20 7/16"x20 20 6 4.88 60 19.8 3 3 5.1
EMH.37.015 5/16"X18 18 8 6.15 65 24.0 3 3 6.6
MEERRFIBANIERABRTRREY, TREELBRITHHIE. FRORNRILER
Phone:+86-769-82100280/82100281 , www.unt-tools.com, E-mail:sales@unt-tools.com ﬂCUﬂING TOOLS
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EMH.35: Micro Partial Profile 60° Thread Mills - Single Form - BSP Threads

UNT EDP# Nominal Thread Size Pitch Metrlc size
ITERE AN TR R 12EE

In Thread MESF UN,UNS,UNF,UNEF D D2 L2

M5X0.5 NO.10-56UNS . NO.10-48UNS
EMH.35.001  M5X0.8 M5X0.75 NO.10-40UNS . NO.10-36UNS 0.5-0.8  32-56 4 390 50 16 4 1

NO.10-32UNF

NO.12-56UNS . NO.12-48UNS
M6X0.5 1/4-40UNS | 1/4-36UNS 0.5-1.0
M6X0.75 1/4-32UNEF . 1/4-28UNF

1/4-27UNS | 1/4-24UNS

EMH.35.002  M6X1.0 24-56 6 485 60 20 5 1

5/16-48UNS . 5/16-40UNS

EX 1.2 m;§8-§5 5/16-36UNS . 5/16-32UNS - .
EMH.35.003 MB8X1.25 M7X0758 5/1628UN . 5/1627UNS 0.5-1.25 20-48 5900 60 25 5 1

5/16-24UNS . 5/16-20UN

M10.5X0.5
7/16-32UN . 7/16-28UNEF

EMH.35.004 _ ~ 0510 2456 10 o
b 7/16-27UNS . 7/16-24UNS AR R R
M11X1.0
M10X1.0 3/8-24UNF . 3/8-20UN

EMH.35.005 M10X15 w110 S s e 10150 1624 8 790 65 32 6 1
M12X1.0, 1/2-24UNS . 1/2-20UNS

EMH.35.006 p12x1.75 M12X1.25, T T 10175 1424 10 990 75 38 6 1
M12X15 1/2-14UNS
M13.5X1.0

EMH.35.007 ~ M1axs 25 0116.24UNEF 10175 1424 12 1190 82 45 6 1
M14X1.5

U EFERARTIBENERABRIE RS, ATREZAFRKITHGE.

MTE CUTTING TOOLS Phone:+86-769-82100280/82100281 . www.unt-tools.com, E-mail:sales@unt-tools.com
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EMH.19: Thread Milling Cutters - Single Form - Metric threads 3xDO (L1<3x#2HZ)
UNT EDP# Nominal Thread Size Pitch Metric size Crest Flute | Minor Dia
TS AN TR R 126 R~ HegtEs | 7D |JALER
In Thread D Root Zt
EMH.19.010 M1X0.25 0.25 4 0.70 50 3.5 3 1 0.75
EMH.19.012 M1.2X0.25 0.25 4 0.90 50 4.2 3 1 0.95
EMH.19.014 M1.4X0.3 0.30 4 1.05 50 4.2 3 1 1.10
EMH.19.016 M1.6X0.35 0.35 4 1.20 50 5.6 8 1 1.25
EMH.19.018 M1.8X0.35 0.35 4 1.41 50 6.6 3 1 1.45
EMH.19.020 M2.0X0.4 0.40 4 1.55 50 6.6 3 1 1.60
EMH.19.022 M2.2X0.45 0.45 4 1.70 50 6.6 3 1 1.75
EMH.19.025 M2.5X0.45 0.45 4 1.96 50 8.0 3 1 2.05
EMH.19.030 M3X0.5 0.50 4 2.40 50 10.0 3 1 2.50
EMH.19.040 M4X0.7 0.70 4 3.15 50 13.0 3 1 3.30
EMH.19.050 M5X0.8 0.80 6 3.90 50 16.0 3 1 4.20
EMH.19.060 M6x1 1.00 8 4.10 65 19.0 3 1 5.00
EMH.19.080A M8x1.25 1.25 10 5.80 75 26.0 4 1 6.80
EMH.19.100 M10x1.5 1.50 10 7.70 75 32.0 4 1 8.50
EMH.19.120 M12x1.5 1.50 12 9.40 82 38.0 4 1 10.50
EMH.19.120A M12x1.75 1.75 12 8.70 82 38.0 4 1 10.20
EMH.19.140 M14X2 2.00 12 11.6 82 44.0 4 1 12.00
EMH.19.140A M14X2 2.00 16 10.20 100 44.0 4 1 12.00
EMH.19.160 M16x2 2.00 16 12.20 100 50.0 4 1 14.00
EMH.19.180 M18x%2.5 2.50 16 12.90 110 57.0 5 1 15.50
EMH.19.200 M20x2.5 2.50 16 14.80 110 63.0 5 1 17.50

U E=@RIIBENERABRTH=RESH, AREZPFRITHGE.

Phone:+86-769-82100280/82100281 , www.unt-tools.com, E-mail:sales@unt-tools.com WL CUTTING TOOLS
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EMH.14: Interal Thread Milling Cutters - Tri-Form - ISO Metric threads 2xD0O (L1S2XT~§?§ZE?§)
UNT EDP# Nominal Thread Size Pitch Metric size Crest Flute | Minor Dia
1T 524 CES AN TR R~ L) R~ HEEtEs | DS | RILER
In Thread MEZF M4 F mm D D2 L2 L1 V4 Zt
EMH.14.009 M0.9X0.225 0.225 4 0.65 50 2.0 3 3 0.68
EMH.14.010 M1X0.25 0.25 4 0.73 50 2.3 3 3 0.75
EMH.14.012 M1.2X0.25 0.25 4 0.92 50 2.8 3 3 0.95
EMH.14.014 M1.4X0.3 0.30 4 1.05 50 3.1 3 3 1.10
EMH.14.016B M1.6X0.35 0.35 3 1.20 50 3.6 3 3 1.25
EMH.14.016 M1.6X0.35 0.35 4 1.21 50 3.6 3 3 1.25
EMH.14.018 M1.8X0.35 0.35 4 1.41 50 4.0 3 3 1.45
EMH.14.020 M2X0.4 0.4 4 1.55 50 4.4 3 3 1.60
EMH.14.020B M2X0.4 0.4 6 1.55 60 4.4 3 3 1.60
EMH.14.022B M2.2X0.45 0.45 6 1.65 60 4.9 3 3 1.75
EMH.14.022 M2.2X0.45 0.45 4 1.65 50 4.9 3 3 1.75
EMH.14.025B M2.5X0.45 0.45 6 1.95 60 515) 3 3 2.05
EMH.14.025 M2.5X0.45 0.45 4 1.95 50 55 3 3 2.05
EMH.14.030 M3X0.5 M3.5-M16X0.5 0.5 4 2.40 50 6.5 3 3 2.50
EMH.14.030B M3X0.5 M3.5-M16X0.5 0.5 6 2.40 60 6.5 3 3 2.50
EMH.14.035B M3.5X0.6 0.6 6 2.75 60 7.6 3 3 2.90
EMH.14.035 M3.5X0.6 0.60 4 2.75 50 7.6 3 3 2.90
EMH.14.040 M4X0.7 0.70 4 8.1 50 8.7 3 3 3.30
EMH.14.040B M4X0.7 0.7 6 3.15 60 8.7 3 3 3.30
EMH.14.050 M5X0.8 0.80 4 4.00 50 10.8 3 3 4.20
EMH.14.050B M5X0.8 0.8 6 4.05 60 10.8 3 3 4.20
EMH.14.060B M6X1.0 1.00 4 4.00 50 10.8 3 & 5.00
EMH.14.060C M6X1.0 M8-M40X1.0 1.0 6 4.80 60 13.0 4 3 5.00
EMH.14.080 M8X1.25 1.25 6 6.00 60 17.5 4 3 6.80
EMH.14.08065 M8X1.25 1.25 8 6.50 65 17.5 4 3 6.80
EMH.14.10075 M10X1.5 M12-M48X1.50 1.50 10 8.20 75 215 4 & 8.50
EMH.14.100 M10X1.5 1.50 8 7.90 65 21.5 4 3 8.50
EMH.14.12075 M12X1.75 1.75 12 9.90 75 25.0 4 3 10.30
EMH.14.120 M12X1.75 1.75 10 9.90 75 25.0 4 3 10.30
EMH.14.140 M14X2 2.00 10 9.90 82 30.0 4 3 12.00
EMH.14.14082 M14X2 2.00 12 11.60 82 30.0 4 3 12.00
EMH.14.160 M16X2.0 2.00 12 11.90 82 32.0 4 3 14.00
EMH.14.200 M20X2.5 2.50 16 15.90 100 41.3 5 3 17.50
M EF@ARFIBENIERRIERT R~ R 2%, TREZPERITHHE. FIRURNEILER
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EMH.43: Interal Thread Milling Cutters - Tri-Form -

ISO Metric threads

3xDO (L1<3x#R4 H 12)

UNT EDP# Nominal Thread Size Pitch Metric size Crest Flute Minor Dia

TR AT RS 12EE RY HEEREE | DE | RALEE
In Thread D
EMH.43.001 M1.6X0.35 0.35 3 1.20 50 5.0 3 3 1.25
EMH.43.002 M2X0.4 0.4 8 1.55 50 6.2 3 3 1.6
EMH.43.003 M2X0.4 0.4 6 1.55 60 6.2 3 3 1.6
EMH.43.004 M2.5X0.45 0.45 8 1.95 50 7.7 &) 3 2.05
EMH.43.005 M2.5X0.45 0.45 6 1.95 60 7.7 3 3 2.05
EMH.43.006 M3X0.5 M3.5-M16X0.5 0.5 3 2.40 50 9.2 & 5 2.5
EMH.43.007 M3X0.5 M3.5-M16X0.5 0.5 6 2.40 60 9.2 3 3 2.5
EMH.43.008 M4X0.7 0.7 6 815 60 12.3 3 3 8.8
EMH.43.009 M5X0.8 0.8 6 4.05 60 15.4 3 3 4.2
EMH.43.010 M6X1.0 M8-M40X1.0 1.00 6 4.80 60 18.5 4 3 5.0
EMH.43.011 M8X1.25 1.25 8 6.50 65 24.6 4 3 6.8

Wﬂ%&/ﬁbﬂi@(
FRAESIB: R262(DIN13)
180 AMEL /\%%91- 69/6H

| SO 4 ZF SE e $5% 2F T1-SMZRLL

EMH.42: External Thread Milling Cutters - Full Form - ISO Metric Threads 2xD0 (Le<<2x¥EW EHR)

UNT EDP# Nominal Thread Size Pitch Metric size Crest Flute
TS AN TIRR 2R R~ HEE TS Pas)

Ex Thread D
EMH.42.001 M3XO.5 0.50 4 3.9 45 6.0 3 12
EMH.42.002 M4.5X0.75 0.75 4 3.9 45 9.0 3 12
EMH.42.003 M6X1.0 1.00 4 3.9 45 12.0 3 12
EMH.42.004 M8X1.25 1.25 6 5.9 57 16.25 & 13
EMH.42.005 M10X1.5 1.50 8 7.9 63 21.0 3 14
EMH.42.006 M14X2.0 2.00 10 9.9 73 28.0 4 14
U EFE@RRFPAENIERABRTR=RESH, ATREZPERITHGME, REBNRILER
Phone:+86-769-82100280/82100281 , www.unt-tools.com, E-mail:sales@unt-tools.com (!WZ CUTTING TOOLS




BARSERFTIHIE #HFE PGHFE ERNE BFE =F8 EHFE

ITHRMEFEIEREARAR
® Guangdong UNT Cutting Tools co., Itd

G

ISONTHIRB S 7]

PIRE/FMREL

MESHR:
NEZFR:

R262(DIN13)
69/6H

| €
1/8p HMIE L

| SO IR HERE $8 o T1-PUBRLL

EMH.18: Internal Thread Milling Cutters - Full Form - ISO Metric Threads 2xD0 (Le<2xIZLEHR)

UNT EDP# Nominal Thread Size Pitch Metric size Crest Flute | Minor Dia
1T ECES AT R 1235 R~ HEEtEs | D | RALER

In Thread M4 F D
EMH.18.030 M3X0.5 M3.5-M16X0.5 0.50 4 2.40 50 6.0 3 12 2.50
EMH.18.040 M4X0.5 0.50 4 3.20 50 8.0 3 16 3.50
EMH.18.050 M5X0.5 0.50 4 3.90 50 10.0 3 20 4.50
EMH.18.080 M8X0.5 0.50 6 5.90 60 16.0 4 7.50
EMH.18.040B M4X0.7 0.70 4 3.15 50 8.4 3 12 3.30
EMH.18.050C M5X0.8 0.80 4 3.90 50 10.0 3 13 4.20
EMH.18.050A M5X0.8 0.80 6 3.90 60 12.0 3 15 4.20
EMH.18.060 M6X0.75 0.75 4 3.90 50 12.0 3 16 5.30
EMH.18.060A M6X0.75 0.75 6 5.00 60 12.0 4 16 5.25
EMH.18.080A M8X0.75 0.75 6 5.90 60 16.0 4 20 7.25
EMH.18.100 M10X0.75 0.75 8 7.90 65 21.0 4 28 9.25
EMH.18.060B M6X1.0 M8-M40X1.0 1.00 4 3.90 50 12.0 3 12 5.00
EMH.18.060C M6X1.0 1.00 6 4.80 60 12.0 4 12 5.00
EMH.18.080B M8X1.0 1.00 6 5.90 60 16.0 4 16 7.00
EMH.18.080D M8X1.0 1.00 8 6.80 65 20.0 4 20 7.00
EMH.18.100A M10X1.0 1.00 8 7.90 65 20.0 4 20 9.00
EMH.18.100B M10X1.0 1.00 10 8.20 75 25.0 4 25 9.00
EMH.18.120 M12X1.0 1.00 10 9.90 75 24.0 4 24 11.00
EMH.18.080C  M8X1.25 1.25 6 5.90 60 16.00 4 13 6.80
EMH.18.080E  M8X1.25 1.25 8 6.50 65 20.0 4 6.80
EMH.18.100C M10X1.25 1.25 8 7.90 65 20.0 4 16 8.80
EMH.18.120A M12X1.25 1.25 10 9.90 75 24.0 4 10.25
EMH.18.100D  M10X1.5 M12-M48X1.5 1.50 8 7.90 65 21.0 4 14 8.50
EMH.18.100E  M10X1.5 1.50 10 8.20 75 26.0 4 8.50
EMH.18.120B M12X1.5 1.50 10 9.90 75 24.0 4 16 10.50
EMH.18.120C M12X1.5 1.50 12 9.90 75 30.0 4 10.50
EMH.18.140 M14X1.5 1.50 12 11.90 82 28.0 4 19 12.50
EMH.18.160 M16X1.5 1.50 14 13.90 100 32.0 4 14.50
EMH.18.120E M12X1.75 1.75 10 9.90 75 24.5 4 14 10.20
EMH.18.120D M12X1.75 1.75 12 9.90 75 30.0 4 10.20
EMH.18.140A  M14X2.0 M17-M80X2.0 2.00 10 9.90 82 28.0 4 14 12.00
EMH.18.140B  M14X2.0 2.00 12 11.60 82 28.0 4 12.00
EMH.18.160B M16X2.0 M17-M80X2.0 2.00 12 11.90 82 32.0 4 16 14.00
EMH.18.180 M18-M22-2.5 2.50 14 13.90 100 35.0 4 14 15.50
EMH.18.200 M20-M22-2.5 2.50 16 15.90 103 40.0 5 16 17.50
EMH.18.240 M24X3.0 3.00 16 15.90 103 42.0 5 14 21.00
EMH.18.240A  M24X3.0 3.00 20 19.90 110 48.0 5 16 21.00
EMH.18.300 M30X3.5 3.50 20 19.90 110 63.0 5 18 26.50
N EE@RFIBENERABRT SRS, TRIEZAERITHHE. P RORNERILER

UVZ: CUTTING TOOLS Phone:+86-769-82100280/82100281 , www.unt-tools.com, E-mail:sales@unt-tools.com




CABLIF S BFE PCHE SEAE BFH =FE EHFE  RRESESREERAD ,/WT
Guangdong UNT Cutting Tools co., Itd

BRATI=F BB S )
RIEE

l—u—} 2 ~
5 |l FRAESIR: R262(DIN 13)
1/8P PAL 2 /A%%g& 6H — i—} Recommended Overhang

B AHI = TR T

EMH.48: Internal Thread Milling Cutters For Aluminum - Tri-Form - ISO Metric Threads 2xDO (L1s2xZWE &)

UNT EDP# Nominal Thread Size Pitch Metric size Crest FIute Minor Dia

TR AT TR R 1REE R HEBrEE RFLER*

In Thread D Z

EMH.48.001 M0.9X0.225 0.225 4 0.65 50 2.0 3 3 0.68
EMH.48.002 M1X0.25 0.25 4 0.73 50 2.3 &) 3 0.75
EMH.48.003 M1.2X0.25 0.25 4 0.92 50 2.8 3 3 0.95
EMH.48.004 M1.4X0.3 0.30 4 1.05 50 3.1 &) 3 1.10
EMH.48.005 M1.6X0.35 0.35 4 1.20 50 3.6 3 3 1.25
EMH.48.006 M1.8X0.35 0.35 4 1.41 50 4.0 & & 1.45
EMH.48.007 M2X0.4 0.4 4 1.55 50 4.4 3 3 1.60
EMH.48.008 M2.2X0.45 0.45 4 1.65 50 4.9 & 3 1.75
EMH.48.009 M2.5X0.45 0.45 4 1.96 50 5.5 3 3 2.05
EMH.48.010 M3X0.5 M3.5-M16X0.5 0.5 4 2.40 50 6.5 3 5 2.50
EMH.48.011 M3.5X0.6 0.60 4 2.75 50 7.6 3 3 2.90
EMH.48.012 M4X0.7 0.70 4 8.1 50 8.7 & 3 3.30
EMH.48.013 M5X0.8 0.80 4 4.00 50 10.8 3 3 4.20
EMH.48.014 M6X1.0 M8-M40X1.0 1.0 6 4.80 60 13.0 4 3 5.00
EMH.48.015 M8X1.25 1.25 6 6.00 60 17.5 4 3 6.80
EMH.48.016 M10X1.5 1.50 8 7.90 65 21.5 4 & 8.50
EMH.48.017 M12X1.75 1.75 10 9.90 75 25.0 4 3 10.30
EMH.48.018 M14X2 2.00 10 9.90 82 30.0 4 3 12.00
EMH.48.019 M16X2.0 2.00 12 11.90 82 32.0 4 3 14.00

U EFRRTIBEMIEFRABRTH RS, ATREZAFRITHSEE.
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FRMAENTESRNEEARAS  SBEFIME HTE PCHFE SRNE BFE =FR EHFR
G ®  Guangdong UNT Cutting Tools co., tl 4y

ISOARIBRFHF )
IR

> < KSR R262(DIN 13)
1/8P A S /Ai%g& 6H

R QHI R IR HEE S 2 TI R L T

EMH.26: Internal Thread Milling Cutters For Aluminum - Single Form - ISO Metric Threads 3xDO (L1<3xI2 E 17
UNT EDP# Nominal Thread Size Pitch Metrlc size Crest Flute Minor Dia
P AN TR R 1255 HEETEEL RALER*

In Thread D

EMH.26.010 M1X0.25 0.25 4 0.70 50 3.5 3 1 0.75
EMH.26.012 M1.2X0.25 0.25 4 0.90 50 4.2 & 1 0.95
EMH.26.014 M1.4X0.3 0.30 4 1.05 50 4.2 3 1 1.10
EMH.26.016 M1.6X0.35 0.35 4 1.20 50 5.6 & 1 1.25
EMH.26.018 M1.8X0.35 0.35 4 1.41 50 6.6 3 1 1.45
EMH.26.020 M2.0X0.4 0.40 4 1.55 50 6.6 5 1 1.60
EMH.26.022 M2.2X0.45 0.45 4 1.70 50 6.6 3 1 1.75
EMH.26.025 M2.5X0.45 0.45 4 1.96 50 8.0 S 1 2.05
EMH.26.030 M3X0.5 0.50 4 2.40 50 10.0 3 1 2.50
EMH.26.040 M4X0.7 0.70 4 8, 1% 50 13.0 & 1 3.30
EMH.26.050 M5X0.8 0.80 4 3.90 50 16.0 3 1 4.20
EMH.26.060 M6x1 1.00 6 4.80 60 19.0 4 1 5.00
EMH.26.080 M8x1.25 1.25 6 5.90 60 26.0 4 1 6.80
EMH.26.100 M10x1.5 1.50 8 7.90 65 32.0 4 1 8.50
EMH.26.120 M12x1.75 1.75 10 9.90 82 38.0 4 1 10.30
EMH.26.160 M16x2 2.00 12 11.90 100 50.0 4 1 14.00

U EFERRTIBENERABRTH RS, ATREZAFTRITHSHE.
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SUIRRHFSE HFE PGFE HIRME TR SFE EHMFE [ ARESASIRERAT ,'/'_WT
Guangdong UNT Cutting Tools co., Itd

KRR =F RIEEHHF )

O

3Flutes.

L2 »| <22

{RESHE: R262(DIN 13) > 7
< N , v
A%%—&- 6H e=Pitcl —_

1/8P SHRZL w’:'_» Recommended Overhang

YNBSS - )

EMH.44: Internal Thread Milling Cutters- Micro Tri-Tooth - ISO Metric Threads 2xD0 (L1<2xI2 EH &)
UNT EDP# Nominal Thread Size Pitch Metric size Crest Flute | Minor Dia
TR AN TR R~ ¥25E RY HBER | DY | EALER
In Thread MiEF M4nzF D mm

EMH.44.001 M2X0.4 0.40 6 1.55 100 4.2 3 3 1.6
EMH.44.002 M2.5X0.45 0.45 6 1.95 100 5.2 3 8 2.05
EMH.44.003 M3X0.5 M3.5-M16X0.5 0.50 6 2.40 100 6.2 3 3 25
EMH.44.004 M4X0.7 0.70 6 3.15 100 8.7 & 3 &3
EMH.44.005 M5X0.8 0.80 6 4.05 100 10.8 4 3 4.2
EMH.44.006 M6X1.0 M8-M40X1.0 1.00 6 4.80 100 13.0 4 8 5.0
EMH.44.007 M10X1.5 M12-M48X1.50 1.50 8 7.90 100 21.5 4 3 8.5
EMH.44.008 M12X1.75 1.75 10 9.90 100 25.0 4 5 10.30
< FFI
EHIUNDIK B IR e 88 T 7D
AR
| L2 »|
<> (R
PR FESIR: ANSIB1.1:74 :
1/8p AR AL NEFR: 28 Ry ¢ > Recommended Overhang -

SN EIE HEAE 5 5 7] |

EMH.45: Internal Thread Milling Cutters- Micro Tri-Tooth with Extra Length -UN Threads 2xDO (L1<2x#2 H1R)
UNT EDP# Nominal Thread Size |mh Metric size Crest Flute Minor Dia

T 583 AT THES R 12 R HEBtEs | N | RALEE
In Thread UNC TIP D Z mm
EMH.45.001 No.2-56 No.3-56 56 6 1.65 100 5.0 3 3 1.8
EMH.45.002 No.4,No.5-40 No.6-40 40 6 2.10 100 6.0 & & 2.3
EMH.45.003 No.6,No.8-32 No.10-32 32 6 2.55 100 7.4 3 3 2.8
EMH.45.004 No.8-32 No.10-32 32 6 3.20 100 10.0 & & 3.4
“IRRINRILER

U EFERRTIBENERABRTH RS, ATREBEAFTRKITHE.
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FEAESTESNEERAS  SUBKUFIHE BFE PGFE SEQM BFH SFH E£HFH
® Guangdong UNT Cutting Tools co., Itd

(-

BSP(GIIZet&¥LSF )
PRER L /HMERLY

PVESIB: B.S.2779:1956
shizgr | AEZFR: Medium class

W_RO.137P

BSP (G) $Z2hEHE sk T T]

EMH.29: Internal Thread Milling Cutters- Full Form -BSP(G) Threads 2xDO (Le<2xiZEHX)
UNT EDP# Nominal Thread Size Pitch Metric size Crest Flute | Minor Dia
AR AN TR R ~F 1REE R< HEEtEs | Nl |EILEE
In Thread Z Z m
EMH.29.001 1/16"X28,1/8"X28 28 6 5.8 60 16.3 3 18 6.7
EMH.29.002 1/8"x28 28 8 7.7 65 20.0 3 22 8.7
EMH.29.003 1/4"X19,3/8"X19 19 10 9.9 75 26.7 4 20 11.8
EMH.29.004 3/8"X19 19 16 13.4 103 33.4 4 25 15.2
EMH.29.005 1/2",3/4"X14 14 16 16.7 103 435 5 24 19.0
EMH.29.006 174 12" 2" 2 UL 1 20 LEB 103 41.6 5 18 30.7

BSPT

PR/ FMRLL

ESIB: B.S.21:1985
NEZR: FRER BSTT

BSPTUZLIE 42T ]

EMH.30: Internal Thread Milling Cutters- Full Form -BSPT Threads

UNT EDP# Nominal Thread Size Pitch Metric size Crest Flute Minor Dia
ITEES AT R T 2R R~ HeEtEs e | RILEE
R

In Thread Z
EMH.30.001 1/16"X28 28 6 5.8 60 16.3 3 18 6.7
EMH.30.002 1/8"x28 28 8 7.7 65 20.0 3 22 8.7
EMH.30.003 1/4"X19 19 10 9.9 75 26.7 4 20 11.8
EMH.30.004 3/8"X19 19 16 13.4 103 334 4 25 15.2
EMH.30.005 1/2",3/14"X14 14 16 15.7 103 435 5 24 19.0
EMH.30.006 17 9 V2" 272 1EAN 11 20 kpY 103 41.6 5 18 30.7

M b SRS A IR AR TSRS, TRIEE S ERITHHE. FREBNRILER
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CASRSERF TIHIE W

NPT

B PGFE EERE SFE SFE EHFR

IFHRMEFLIERZABRAR
Guangdong UNT Cutting Tools co., Itd

PRIRS/IMRX

IESIE: USAS B2.1:1968
NESR: FRER NPT

NPTUZTErE Bt 2T 7]

EMH.31: Internal Thread Milling Cutters- Full Form -NPT Threads

UNT EDP# Nominal Thread Size Pitch Metric size Crest Flute Minor Dia

TR A0 TR R < e R HmBEH | 0w | RALEE
In Thread b 3% TIP D D2 L2 Le Y4 Zt
EMH.31.001 1/16"X27 27 6 5.3 60 9.4 3 10 6.3
EMH.31.002 1/8"x27 27 8 7.5 65 9.4 4 10 8.5
EMH.31.003 1/4"X18 18 10 9.4 75 141 4 10 11.1
EMH.31.004 3/8"X18 18 12 11.9 82 14.1 4 10 14.5
EMH.31.005 1/2",3/4"X14 14 16 15.5 103 254 5 14 17.7,23.0
EMH.31.006 1"-2"X11.5 11.5 20 19.9 103 33.1 5 15 29.0-56.0
EMH.31.007 2 1/2",3"X8 8 20 19.9 103 38.1 4 12 66.5

NPTF
PARE/FIMELL

WESHR: ANSI 1.20.3-1976
NEZFE: FER NPTF

NPTFEZHErEH 25 7]

EMH.32: Internal Thread Milling Cutters- Full Form -NPTF Threads

UNT EDP# Nominal Thread Size Pitch Metric size Crest Flute Minor Dia
1T R AT THES R 1255 R HEETEEL E | KILEE
In Thread - 3:%4 TIP D D2 L2 Le Zz Zt

EMH.32.001 1/16"X27 27 6 5.3 60 9.4 3 10 6.3

EMH.32.002 1/8"x27 27 8 7.5 65 9.4 4 10 8.4

EMH.32.003 1/4"X18 18 10 9.4 75 141 4 10 1.1

EMH.32.004 3/8"X18 18 12 11.9 82 141 4 10 14.7

EMH.32.005 1/2",3/4"X14 14 16 15.5 103 254 5 14 17.79,23.4

EMH.32.006 1"-2"X11.5 11.5 20 19.9 103 33.1 ® 15 29.4-56.2

EMH.32.007 2 1/2",3"X8 8 20 19.9 103 38.1 4 12 67.0

U EF@RARFIFANIERARR TR ~REH, AREZFERITHIGME.
Phone:+86-769-82100280/82100281 , www.unt-tools.com, E-mail:sales@unt-tools.com WL CUTTING TOOLS
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TR r#hesnetsaRas  SWBSGTFOHE HTE PGFE @R HFH SFH E4FH

‘:® Guangdong UNT Cutting Tools co., Itd

PGS/ =F/BF ERELHT)
PIERSIMBE

Le |- D2

|
RS2 DIN 40430 b @

IN A L

RO. 107P

PCEIESETT] (&F/=F/8%)

EMH.46: Straight Flute Thread Milling - Single/Tri/Full Tooth -PG Threads

UNT EDP# Nominal Thread Size Pitch Metric size Crest Flute
T EAES AT RS 224l RY HEETEE 75
TIP D D2 L2 L1 Zt hmm

In Thread 4

EX Thread
EMH.46.001 Pg7 20 8 7.90 65 19.05 3 15 0.61
EMH.46.002 PG9,11,13.5,16 18 10 9.90 75 23.99 5 17 0.7
EMH.46.003 PG21,29,36,42,48 16 12 11.90 82 28.58 5 18 0.76
EMH.46.004 PG7 20 8 7.90 65 19 5 S 0.61
EMH.46.005 PG9,11,13.5,16 18 10 9.90 75 24 5 3 0.7
EMH.46.006 PG21,29,36,42,48 16 12 11.90 82 29 5 & 0.76
EMH.46.007 PG7 20 8 7.90 65 19 5 1 0.61
EMH.46.008 PG9,11,13.5,16 18 10 9.90 75 24 5 1 0.7
EMH.46.009 PG21,29,36,42,48 16 12 11.90 82 29 5 1 0.76

BSWEHFNR L IEHL S 7D

IR/ HMREX

WESIR: B.S.84:1956 N —
DIN 259 | F\
o 1S0228/1:1982 . @

yhigg | AEFR: Medium class A

L2

BSWILHI AL 4& £k 2F 7]

EMH.47: Spiral Flute Thread Milling - Full Tooth -BSW Threads

UNT EDP# Nominal Thread Size Pitch Metric size Crest Flute
TTEACHS AT R 12ER RY HEEtgs | A
D2 L2 Le Zt hmm

e Min. Dia TIP D
EMH.47.001 1/4" 20 6 4.00 60 10.16 3 8 0.81
EMH.47.002 5/16" 18 6 5.00 60 11.29 3 8 0.90
EMH.47.003 3/8" 16 6 5.90 60 14.29 3 9 1.02
EMH.47.004 7/16" 14 8 7.90 65 18.41 3,5* 10 1.16
EMH.47.005 172" 12 8 7.90 65 19.05 3,56% 9 1.36
EMH.47.006 5/8" 11 10 9.90 75 23.09 5 10 1.48
EMH.47.007 3/4" 10 12 11.90 82 27.94 5 11 1.63
EMH.47.008 7/8" 9 12 11.90 82 28.22 5 10 1.81
EMH.47.009 1" 8 16 15.90 103 38.10 5 12 2.03
EMH.47.010 11/8" 7 16 15.90 103 36.29 5 10 2.32
EMH.47.011 13/8" 6 16 15.90 103 38.10 5 9 2.71
EMH.47.012 15/8" 5 20 19.90 103 40.64 5 8 3.25
EMH.47.013 17/8" 4.5 20 19.90 103 39.51 5 7 3.61

U EF@RTIBENERABRTH RS Y, TREEPTFRITHEE.
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SWESSTF MG BTFE PCFR SEgR BFE S ZHTFE 0 AREBIESRNEBARAS ,/=N7'
N N Guangdong UNT Cutting Tools co., Itd L@

2HR60° , 55° HHIRLL

L2

BRTEEHER 60° BETT)

EMH.33: Spiral Flute Taper 60° Thread Cutter - on Boving Cortical Bone B AR N B9 TMAE AiE 4 558 2F 7]
UNT EDP# Pitch Conical Tooth angle Tooth angle Met”C size Crest Flute
1T EAKH3 125 R FEFH Fs HEEtES | 08
In Thread
EMH.33.001 0.4 20° 60° 0.2 6 5.9 3.2 60 8.0 8.0 20
EMH.33.002 0.5 20° 60° 0.25 6 5.9 2.9 60 9.0 9.0 18

WEREREHEES5° ST T]

EMH.34: Spiral Flute Taper 55° Thread Cutter - on deep holes process I IT-BTF Rk TIER
UNT EDP# Pitch Conical Tooth angle Tooth angle Metric size Crest Flute
ITEES 12EE R FEE =) R HEBrEs | 7
In Thread D V4
EMH.34.001 0.3 20° 55° 0.18 3 2.8 1.5 38 3.9 3 13
EMH.34.002 0.35 20° 55K 0.20 4 S0 1.8 50 6.3 S 18
EMH.34.003 0.4 20° 55° 0.29 6 59 25 60 10.0 3 25
EMH.34.004 0.5 20° 558 0.33 6 59 29 60 9.0 S 18
EMH.34.005 0.6 20° 55° 0.47 6 59 28 60 6.6 3 11

U E=@RIIBENERABRTH=RESH, AREZPFRITHGE.
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BARSERFTIHIE #HFE PGHFE ERNE BFE =F8 EHFE

IFRMEFLEHNEARARA

" ® Guangdong UNT Cutting Tools co., Itd

EFHINZTIR L Aerospace thread/UN
PIRLY

O

3Flutes

A

ESIB: MIL-S-8879C
NEZR: 3B

\ﬁpi
v
|+U+

Rmax < 0.18042p
Rmin 0.15011p

Recommended Overhang

SR EL

EHIA = IZ e S 2 T

EMH.38: Aerospace thread Milling Cutter- Tri-tooth - American UN 3xDO (L1<3x#ZW HF)

UNT EDP# Nominal Thread Size Pitch Metric size Crest Flute Minor Dia
AN AN TR R~ 1255 R HiEtEs | D | RILEEY
In Thread UNJF D
EMH.38.001 0.1 38" (#6) 0.190" (#10) 32 6 2.70 60 11 .o 3 3 2.8
EMH.38.002 0.250" (1/4") 28 6 540 60 19.5 3 3 5.6
EMH.38.003 0.190" (#10) 24 6 370 60 14.9 3 3 4.0
EMH.38.004 0.3125" (5/16") 24 8 670 60 24.1 3 3 7.0
EMH.38.005 0.250" (1/4") 20 6 500 60 19.5 3 3 5.3
EMH.38.006 0.4375" (7/16") 20 10  9.60 75 33.5 3 3 10.0
EMH.38.007  0.3125"(5/16")  0.5625"(9/16") 18 8 6.40 65 24.1 3 3 6.8
EMH.38.008 0.375"(3/8" 0.750" (3/4") 16 8 7.70 @5 29.0 3 3 8.1
EMH.38.009  0.4375"(7/16") 0.875"(7/8") 14 10 < 75 335 3 3 9.5
EMH.38.010 0.500" (1/2") 13 10 7% 75 38.5 3 3 11.0
N FHIFNZTIE L Aerospace thread/ISO
PIHREL
Ii—u—) : >I$
$T/E/ “‘ ISO 5855 Le=Pi(ch><3, v 3
- 1/8:_ 57|\ &g g’c /\§%ﬂ : 4h/6h-4H/5H :'_» Recommended Overhant -

NEIAT SRR B 2 T)

EMH.39: Aerospace thread Milling Cutter- Tri-tooth - ISO Metric 3xDO (L1<3x#ZZ HR)

15

UNT EDP# Nominal Thread Size Pitch Metrlc size Crest Flute Minor Dia
A AN TIRSUR L4t HEEEY | NE | RALEE
In Thread D V4 Zt
EMH.39.001 MJ3x0.5 0.5 6 2.40 60 9.2 3 3 2.6
EMH.39.002 MJ3.5%0.6 0.6 6 2.85 60 11.0 3 3 3.0
EMH.39.003 MJ4x0.7 0.7 6 3.15 60 12.3 3 3 3.4
EMH.39.004 MJ5x0.8 0.8 6 4.05 60 15.4 S 3 4.3
EMH.39.005 MJ6x1.0 1.0 6 4.80 60 18.5 3 3 5.1
EMH.39.006 MJ8x1.25 1.25 8 6.50 65 24.6 3 3 6.9
EMH.39.007 MJ10%x1.5 1.50 10 8.20 75 30.8 3 3 8.7
EMH.39.008 MJ12x1.75 1.75 10 9.90 75 37.0 3 8 10.4
EMH.39.009 MJ14x2 2.0 12 11.90 82 42.5 3 3 12.25

U EFmARTIAENIERABRTR~mEH, TREZLFRITHSHE.
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ISOAHIRLL--MilliproZF 7

PGFE ERNE BFE =F& XHFE

IFHRMEFLIERZABRAR
Guangdong UNT Cutting Tools co., Itd

PR

FRESIR: R262(DIN 13)
1/8P VAL 3Ae NEZ. 6H

NIRRT T

EMH.40: Interal Thread Milling Cutters - Single Form - ISO Millipro threads 3xDO (L1s3xiZE1R)
UNT EDP# Nominal Thread Size Pitch Metric size Crest Flute |Minor Dia
TR AR R IREE R HEEHES | D |EALERS
In Thread mm D D2 L2 L1 Zz Zt
EMH.40.001 M1.0X0.25 M1.4X0.25 0.25 3 0.70 38 3.1 3 1 0.75
EMH.40.002 M1.2X0.25 M1.4X0.25 0.25 3 0.90 38 3.8 3 1 0.95
EMH.40.003 M1.4X0.3 — 0.30 3 1.05 38 4.4 3 1 1.15
EMH.40.004 M1.6X0.35 — 0.35 3 1.20 38 5.0 3 1 1.30
EMH.40.005 M1.8X0.35 M2.0X0.35 0.35 3 1.40 38 5.6 3 1 1.50
EMH.40.006 M2.0X0.4 — 0.40 3 1.50 38 6.2 3 1 1.65
EMH.40.007 M2.5X0.45 — 0.45 3 1.95 38 7.7 3 1 2.10

EHIUN (REIREE ) —-MilliproF#}

PIIRE/HMRL
FRES R ANSIBI.1:74
1ep  AhiBz | AEFR: 28
EHIZFRNBISE S T]

EMH.41: Miniature Thread Mills for Dental Implants

3xDO (L1<3x42 HF)

7,74

UNT EDP# Nominal Thread Size Pitch Metric size Crest Flute Minor Dia
T8RS AN TIRS R~ 12EE R HEEEY | N | KALESE
IN Thread UNF TIP D D2 L2 L1 V4 Zt
EMH.41.001 0-80 80.00 3 1.15 38 4.6 3 1 1.30
EMH.41.002 1-72 72.0 S 1.45 38 6.5 8 1 1.60
U EF@RARFIAANIERARR TR~ RS, AREBEZEFERITHHE.
Phone:+86-769-82100280/82100281 , www.unt-tools.com, E-mail:sales@unt-tools.com iTVZ, CUTTING TOOLS 1 6




|5 2R % R $EEA Trouble Shooting

BK[aRR JREA RIRTTZ
Specific Problem Reason Resolvent

BHEEE KRR, HENIE PEAREHEEE, HIRSEE

* The feed speed is too fast and the speed is too slow * Reduce the feed speed or increase the speed

- O R - BIEE, SEEEIEE
BLIIBTIR * DHER™ :
- ' * Change the tool and regrind, or reduce the
The end mill is damaged. + Cutting edge wear severely cutting speed

o ., I o E57 BHRE A

cHEEIRE, MEEE HEJDEEES, HZLAAN

 Reselect the tool model and change the

« Poor cutting, serious sticky chips A
cooling method

- DR R IS R B
178 - PHAEEAR, DOASRNRIRBAR, OIS

The blade is easy to crack : Thehfee_d ratelis_too fas:], the cutting edge is too sharp « Chamfering with a diamond file to reduce the
oritheitipiangleiis tooisharp feed rate to passivate the cutting edge

o EEEEE AR A EE AR - BFERRHSIRSHARE

) . ) » Reduce the number of revolutions or increase
« Swing speed is too fast or feed speed is too slow
the feed speed

TN BER
Blade is easy to wearl
' * Reselect the tool model and change the

« Poor cutting, serious sticky chips -
cooling method

« JEERFE - EiRJIR
- Severe tool wear - Replace tool
RENEEAE
B rface finish .
oor surface finis| . EREERERS . BT EES A
* The precision of the tool after grinding is not high * New tools are recommended for finishing
° ; \ SE=

] L . Heat treatment to increase the hardness of
* Workpiece material is too soft

BEEREAKE, BIRY the workpiece
The thread surface is not smooth o YIEIRIBIEAY o G REEB TR EIR
and has ripples * Mproper choice of cutting fluid + Use cutting fluid with good lubricity
o WAHIRE XS o EZSRERTIEIRE
 Tapping cutting speed is too high * Appropriately reduce cutting speed

%% '[E, EE Explanation of Parameters

ERE AR PIEs:NysE BRETERH] B Lk R [E]
Starting T RIE Tangential Thread Arc off weniE
Position RRE Approach Milling Rapid Back

to startposition

Advanced :
tool to full _ _ _
thread depth

?:}

AN el
o [ el

® 9



EERS
After sales service

O
Ri2i BE

EftRiE: RIBFALE, NRIHREEK,
NERTRELRIIERRISERIRE.

EfFRiRE: AEfERARIE, Fedax,DAC
MRILFRBFEXR, NTSRBEIRVEKRER
BRI,

O

JEtRIT #l

EFmEFRE, H3-51NTIIEE, 3
InA TR ERCRET S, RHA7-150T
fEH. ARBEXFHERIL VI,

XTFEek

BEFNEERRITETMERE,

TEFRTRE, G, BxmERE.

(2S5l

©
XFRA

FTEE R ASTYRE, | SEREHEHT
38, HENFREBBERERUR, &K~
AT RREREARTER, LURETYA
iz

=
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Guangdong UNT Cutting Tools co., Itd
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@ +86_769_82100280/82100281 Xiekeng,Qingxi Town, DongGuan Guangdong

| @ t-t | @ +86-769-82100280/82100281
>d sales@unt-tools.com <l sales@unt-tools.com
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