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Super micro grain cemented

carbide with good toughness and

abrasion resistance has long tool life.
With particularly section-sharp design

has good rigidity and strength.

Application case

Workpiece: Auto engine shell
Workpiece material: Al alloy (HB90~120)

Tool type: 4222ACS-M10 % 1.25-6H
Cutting parameters: n=1300r/min
F=1625mm/min
h=29mm, through hole or blind hole machining
Machining tool: Horizontal machining center
Cooling style: Emulsified liquid cooling

Thanks to the special technique treatment on
cutting edge surface, ensuring good threading
machining quality and high dimensional accuracy.

Number of hole{pcs)

arison of hole number

ZCCCT Company &
ZCC-CT. 120000 holes (still usable)
Company A: 100000 holes (failure)
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“—————How to choose the right solid carbide threading tools

/ How to choose the right solid carbide threading tools

————= Shape

—* Product name

Product category

" Application

—a Size

Solid carbide threading cutter ]
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Forming taps - Stainless steel machining ~
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Type, basic dmensions, number of tooth and grade.

——a Code key, cutting parameter, technical
information, Mon-standard customization
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Threading tools >

Solid carbide threading tools overview s (248

leons information of solid carbide® cC248
threading tools

Code key of solid carbide threading tools » C249

Detail information of solid carbide ®* C250-C263
threading tools

Solid carbide threading taps C250-C261
Solid carbide threading end mills C262-C263

Recommended cutting parameters of®» C264
solid carbide threading tools

Technical information of solid carbide® c285-c270
threading tools

Non-standard customization fore C271-C272
threading tools
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- Solid carbide threadlng tools overview&icons information

/ Threading tools overview N\

| ® gz =
i18| |¢ g E g 5
=
# E 2 g -E E. Eg
£ 5 o
B
88|32 2228 & EE
12 | | M 1-12.5 © cas0 | o264
42220 | — | 12-M 15 o c250-C251| C188
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Threading tools code key -

\ Threading tools

/ Threading tools code key -

= e Tool type
Code  Description - Typ
1 Straight shank T
2 Squafe straight shank o o
. - 1  Threading end mills 1 Right-hand Mute
2 Formin
arming tap 2 Staghtfue
|3 Lefhand fute
—
Code A c M e i

| o
|

~ Cooling mode  ~ k
Coda Descriplion =

Defadl  Extemal coolant -
- m— —— = = = > e, T [}

€ Intemal cootant Types of machined holes ~ Precision class E
» - Code  Description Code  Description 2
Dekuit Through-hole machining A — 6H IS0 metric thread £

- Specification 8

§ Bind-hoie machining —_— ' BHX  General thread =4

] Coda  Descriplion =

»

M5 Wosinal dameler o Brradng =

0.5 PFitch ()
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4122A-M1"0.256H

412ZA5-M170.26-6H

4122A-M1.2°0.256H

A122AS5-M1.27°0.25-6H

4122A-M1.6"0.356H

A122A5-M1.670.35-6H

4122A-M270.4-6H

A22ZAS-M3I"0.5-6H

4222A-M470.56H

A22ZAS-M4"0.5-6H

4222A-M470.7EH

A2ZTAS-M4"0.T-EH

4222A-ME"0.5-6H

4222AS-ME"0.6-6H

4222A-ME5"0.8-6H

4222A-M6™1-6H

4222A5-ME"1-6H

4222A-MT"1-6H

4222A5-MT*1-6H

External
coolant

3P M1 0.25 3 40 5 60" | Pictune 1 3 [ ] 18]
18 [ M1 0.25 3 40 5 60" (Ficture 1| 3 L ] o8
3P [ M12) 025 < | 40 5 60* [Picture1| 3 [ ] 1.1
18P [ M1.2 | 025 3 40 & 60* |Picturel| 3 | ] 11
3P | M1E | 035 3 11 40 5 1 60" | Pictura 1 3 L ] 1.47
15P | M16 | 035 3 1.1 40 5 1 60* |Picture1| 3 L ] 1.47
3P M2 | 04 3 15 45 ] 12 60" [Picturet| 3 [ ] 1.85
15F [ M2 0.4 3 - 45 & 12 60" |Picture1| 3 [ ] 1.85
3P (W25 045 3 1.9 50 & 14 60" (Picture 1| 3 L ] 233
16P [ M25 | 0.45 3 18 50 B 14 60" [Picture 1| 3 L ] 233
1P
"""""" - M3 (1] 35 2.3 56 ] 18 2.7 60" (Ficturel| 4 L ] 2.8
1.5P
=]
"""""" - M4 05 45 31 &3 8 21 34 680" |Ficture 2| 4 [ ] 38
1.5P
P
e ] (2] o7 45 3.1 E3 ] 21 34 B80° |Ficture 2| 4 [ ] 37
1.5P
P
M5 05 <] 4.3 70 10 25 49 60" (Picture2| 4 L ] 48
1.5P
08 & 4 T 10 25 449 80" |PFicture2| 4 ] 4,65
075 | & 5 &0 12 30 | 49 | 60* |Piclerel 4 [ ] 57
1 & 47 | 80 12 30 | 49 | 60° |Piclurel 4 L] 56
4 T 57 B0 14 30 55 60* |Pictured| 4 [ ] 66

C250

@ Stock available

' Make-to-order



-------------------------------------------------------------------------------------------

Forming taps - Al alloys machlnlng

A222A-ME*1-6H ap
eemiemes Ms | 1 8 |67 | o0 | 18 | 35 | 62 | 60° |Pietwe2 4 [ ] 76
4222A5-M8*1-6H 150
4222A-M8*1.25-6H ap
S— M& |125| B | 64 | 90 | 16 | 35 | 62 | 60° |Picture2| 4 L T.45
4222A5-M8*1.25-6H 1.5p
4222A-M10"1 6H ap
mio| 1 | 10 |87 |10 20| 3@ | 8 | 60 |Petwrez| 5 e 9.5
4222A5-M10%1EH 1.5p
4222A-M10"1.26-6H ap
- mio 125 | 10 | 84 | 100 | 20 | 39 | &8 | €0 |Picture2| 5 ® .45
4222A5-M10°1.25-6H 1.5p
4222A-M10*1 5-6H ap
4222A5-M10°1.56H 1.5p
Mio | 15 | 10 | 81 |10 | 20 | 38 | 8 | &0 |Piture2| 5 (] 9.35
4222AC - M10%1.5-6H ap
4222ACS-M10"1.5-6H 15
4222A-M12°1.25-6H ap
M2 | 125 | @ 1o | 24 7 | 80" |Piture3| s (] 145
4222A5-M12°1.25-6H 15
4222A-M12*1 5-6H ap
E"““I'“'l' M1z | 15 | @ 10 | 24 7 | 0" |Picture3s| s ] 1135
4222AS-M1Z*166H | "0 g5p
4222A-M12*1.75-6H ap
4222A5-M12°1 T5-6H 15p
Mz | 175 | @ 1o | 24 7 | 60* |Pewres| 5 (] 125
4222AC-M12"1.75-6H ap
uzz.&cs-lmﬂl 76-8H 15p I
42228-M14°1.5-6H ap
Mi4 | 15 | n 10 | 286 o | 60" |Pitwre3| & (] 13.35
4222A5-M14*1 55H 15p
4222A-M14°26H ap %
el Mg | 2 | m 10 | 28 s | 60* |Piture3| & & 13.1
4292A5-M14*2.5H 15p f
4222A-M16°1.56H ap
i S T R T 1o | 27 g | 60* |Piture3| & ® 15.35
4222A5-M16°1.5-6H 1.5p
4222A-M16°2-6H ap
4222A5-M16*26H 1.5p @
Mis| 2 | 12 1o | 27 o | 80* |Pictured| & e 15.1 =
4222AC-M16°2-6H ap 3
4292 ACS-M16*2-6H 15P &
® Stock available © Make-to-oeder
£
=
b
m
E
(1]
]
F
}>- Applicable material table “Very suitable ~ Suable §
Workpiece material g
Mild steel “;';H*{':“ Pre-hardened steel, Hardened steel | opj0ee Castiron | Nodular | Atuminum | Copper “.“I*u &
HB<180 | ajioy steel | ~40HRC | ~S50HRC | -sommc |  Stee eastinn. | alloy aloy alioy
YKAOF [a]
TR ) N T
Code kay [ Culling parameters  # Technical information » Hon-standard customzation  »
c248 C284 C265-C270 fcar1]

C251



--------------------------------------------------------------------------------------------

Forming taps - Stainless steel machining

Forming taps - Stainless steel machining ~

QAL

Picture 1

+.,..-._..,.._._..,. '

4122M-M1°0.25-6H ap M1 | 0.25 3 40 S B0* |Pichae1| 4 L ] [ 0o
4122M5-M1°0.25-6H i M1 | D25 3 40 5 60° |Pictwe1| 4 L ] 3 (1]
4122M-M1.2°0.25-6H r M1.2 | 0.25 3 40 5 B0" |Pichwe1| 4 L ] & i1
4122M5-M1.2*0.25-6H P M1.2 | D25 3 40 - B0° |Pictwe1| 4 [ ] o 1.1
A 4122M-M1.6%0.35-6H ap Mi.E | D.3AS 3 b | 40 5 11 B0" (Fichwe1| 4 L ] & 1.47
4122M5-M1.6°0.35-6H 2r IMislo3s| 3 |14 | 40 | 5 [ 1 60° |Ficwst| 4 [ & 1.47
4122M-M20.4-6H 3P | M2 |o4| 3 |15]| 45| &8 | 12 60" |Pichwei| 4 . (&) 185
4122M5-M2°0.4-6H P | m2|o4| 3 |15 45| &8 | 12 60" |Picheni| 4 [ ] ] 1.85
a 4122M-M2.5°0.45-8H 37 |m25(045| 3 |19 |50 | 6 | 14 60° |Picture 1 [ ] [ 233
4122MS-M2.5'0.45-6H 2P |mzs5/048| 3 |19 |50 | & | 14 60" |Fictwol| 4 [ ] & 2.3
4222M-M3"0.5-6H ap
g M3 05 3.5 23 58 B 18 2.7 80° |Fichwal| 4 [ ] 0 28
4222MS5-M3°0.5-6H 2P
4222M-M4"0.5-6H Eremai|
lant M4 | 05 45 | 31 83 & 21 34 | 80" |Pichsa 2| 4 [ ] & 38
4222MS-Ma"0.5-8H | 2P
4222M-M4"0.7-6H ar
M4 | 0.7 45 | 31 83 & 21 34 | 80" |Pichen 2| 4 [ ] & 37
4222MS5-M4"0.7-6H 2P
a 4222 M-M5*0.5-6H r
i M5 | OS5 B 43 TO 10 25 49 | 80" |Pichwa2| 4 [ ] & 4.8
3 4222M5-M5°0.5-6H 2P
g 4222M-M5°0.8-6H P
B M5 |08 | 8 | 4 | 70 10| 25 | 49 | 60° |Picwe2| 4 L] 0 4,85
& 4222MS-M5°0.8-6H 2P
5 4222M-M6°0,75-6H 3P -
E’ ----------------------------------------------- Ms | 075 & 5 | 80 | 12 | 30 | 49 | 60° |Ficwe2 4 8 i 57
4222MS-ME*0.75-6H [ 2
5 4222 M-ME"1-5H k1]
= e - Lo WG [ 1 6 | 47 | 80 | 12 | 30 | 49 | 60 |Poctwe2| 4 8 & 56
& 4222MS-M&*1-6H 2P
.. L VESISRIE, | ETAYE INEINEY UITERS, MP) RN, [TINET CETRUT ML, RRRCTe e Rt
% 4222M-M7"1-5H P
5 T ——— ame] - M7 | 1 7 |57 |80 | 14| 30| 55|60 Fewe2l 4 [ ] Q 6.6
a 4222MS-MT*1-6H 2p

@ Stock available (O Make-lo-order

C252



Forming taps - Stainless steel machining

4222M-ME*1-8H P
MB 1 a8 87 90 16 3B 6.2 80° |Pichwe 2{ 4 [ ] & TE
4222MS5-ME*1-6H 2P
4222M-M8"1,26-6H P
ME | 125 8 5.4 a0 16 35 6.2 80° |Fichae 2{ 4 L 2 O T.45
4222MS5-ME*1.25-6H 2P
4222M-M10°1 6H .
4222MS-M10"1-6H o 2P
A4222M-M1071.256H ar
M0 (125 ]| 10 84 | 100 | 20 33 2 B0" |Pictwe2] & L ] o 9.45
4222M5-M10°1.25-6H 2P
4222M-M10%1.5-6H r
4222MS-M10°1.5-6H 2P
M0 | 15 10 81 100 | 20 38 8 80" |Pichaal| 5 L ] 0 8.35
4222MC-M10*1.5-6H |, .| 3P
4222MCS-M10°1 5-8H | To0lnt | ap
4222M-M12°1.256H Ir
M12 | 1.28 9 110 24 7 80" |Pichwad| 5 L ] 2 11.45
4222M5-M12°1.25-6H 2P
4222M-MIZ156H (o | 3P
e kit . M12 | 158 ] 110 24 7 80" |Pctwal| S L ] 2 1135
4222MS-M12°1 B-6H | ©°° 2P
4222M-M12°1,756H P
4222MS-M12°1.75-6H wm
4222MC-M12"1,766H ||| 3P
4222MCS-M12°1.75-6H | 990t | op {
4222 M-M14"1.5-6H wx
M4 | 15 1 110 28 8 B0" |Pictsald| & L J 2 13.35
4222MS-M14°1.5-6H 2P
4222M-M14"2-6H P | —
M4 2 11 110 28 L] 80" |Picteeld| & L ] e 13.1 f
4222MS-M1426H || 2P
4222M-M16°1.56H | 09| 3p
MG | 15 12 110 27 L] 80" |Picheald| 6 L ] a 15.35
4222MS5-M16%1.5-6H 2P
4222M-M16%2-6H r
4222MS-M16°2-6H P
M16 2 12 110 27 L] 80" |Pichwad| & L ] & 15.1
4222MC-M16"2-6H Intirnal a
4222MCS-M16°26H |0t ap
® Stock availabla ) Make-to-order o
=
5
m
E
B
w
b:- Applicable material table “ery suitable Sultable #
=
roon | Pro-hardened steel, Hardened 99! | Stainlsss | ey ron | Nodular | Atminum | Copper | HeSt
Alloy steel | ~40HRC | ~50HRC | ~soHRC | Stee! castiron |  alloy alloy alioy ‘;
KTG402 o o E
YK4OF 0 0 o 2
T B S e S
Code key L4 Culting paramelers  # Technical information Hon-standard cusiomization »
c249 264 C265-C270 fezi1]

C253
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4201C-M3*0.546H ap
4201C-M3*0.6-6HX ae

M3 05 356 23 56 b 18 27 60* |Pictured| 3 [ ] 25
4201C5-M3"0.5-6H 1.5P
4201C5-M3"0.6-6HX 1.6PF
4201C-M4*0.7-6H P
4201C-M4"0.T-8HX ae

14 oy 45 31 63 13 21 34 60° |Picturei| 3 [ ] 33
4Z01C5-M4"0.7-6H 15P
4201G5-M4™0.7-6HX 158
4201C-ME"0.B-6H ki
4201C-M5"0.8-6HX ar
Y U T m—— | NG 0.8 & 4 0 16 25 4.9 60° |Plewre 1| 3 L ] 4.2
4201C5-M5"0.8-6H 156P
4201C5-M5"0.8-6HX 1.5
4201C-ME"D.76-8H ap
4201C-ME*0.T5-6HX aP

ME 075 G 5 B0 % 30 4.9 60" ||Picture 1 a L 525
4201C5-ME"0.T6-6H 150
4201C5-M6*0.T5-6HX 15p
4201C-ME*1-6H el ]
4201CC-M6"1-6H ar
A201C-ME*1-6HX ar
4201C5-ME"1-EH 150
AZ01CCS-ME*1-6H 1.5P
4201C5-ME™1-EHX 18P
4201C-MT*1-6H e

------------- M7 1 7 57 80 19 30 55 60" |Picwredi| 3 [ ] 5]

4201C5-MT"1-EH 150
4201C-ME"1-6H P

mMa 1 8 6.7 a0 20 35 6.2 60" |Picture 1| 3 [ ] T
4201C5-ME*1-6H 15p
4201C-Ma*1,26-6H ap
4201CC-M8*1.25-6H P
4201C-ME"1.26-6HX ko

- Ma 1.25 8 B4 20 22 & 8.2 60" ||Picture 1 a L ] B.75
4201C5-M8*1.25-6H 15P
4201CCS-ME*1.26-6H 150
4201C5-M8"1.25-6HX 1.5P
@ Stock available ) Make-to-order

C254



--------------------------------------------------------------------------------------------

Helical-flute cutting taps - Cast iron machining

4201C-M10°1-8H P
M10 1 10 87 100 20 k] ] 60°  |Picture 1 4 [ ] L]
4201CS-M10°1-6H 15p
4201C-M10"1.25-6H E
M0 | 125 10 &4 100 24 39 8 60*  |Picture 1 4 [ ] B.75
4201CSM10°1.256H | 15p
4201C-M10*1.56H wp
4201CC-M10"1.6-6H €
4201C-M10*1 5-6HX w» _
------------------ M10 i5 10 81 100 24 39 ] 60*  |Picture 1 4 L ] 85
4201CS-M10°1.5.6H 15P
4201CCS-M10*1.5-6H | 15P
4201CS-M10*1.56HX | 15P
4201C-M12%1.25-6H r
e - Mi2 | 125 | @ Mo | 29 7 | 60 |Pietre2) 4 ] 10.75
4201CS-M12*1.256H | 15P
4201C-M12*1.56H w
-------------------------------------- Jomrarmeeed W12 | 15| 08 1o | 29 7 | 60 |Powrezl 4 ® 105
4201C5-M12°1.5-6H 15P
4201C-M12*1.75-6H P
4201CC-MA2*1.75-6H | 3P
4201C-M12°1.76-6HX | 3P
M1z | 175 | @ 1o | 29 7 | 60° [Petre2| 4 ° 10.25
4201C5-M12°1.75-6H 15p
4201CCS-M12°1.766H| 15P
4201CS-M12°1.75-6HX| 15P
4201G-M14*1.5-6H P
M14 15 1 110 30 ] 60" |Picture 2 4 ® 125
4201CS-M14*15-6H | 15P
4201C-M142-6H wr
M14 2 1n 10 30 a 60°  |Piclure 2 4 [ ] 12
4201GS-M14°2-6H 15p
4201C-M16*1.5-6H ir
- M16 15 12 110 32 ] 60" |Ficture 2 4 [ ] 145
4201CS-M16™15-6H | 159
4201C-M16°2-6H w»
4201C-M16°2-6HX P
M16 2 12 1o a k| 60" |Pichire 2 4 ® 14
4201C5-M16°26H 1.5p
4201CS-M16°2-6HX 15P

@ Stock avallable O Make-to-order

k>~ Applicable material table Cery suitable  Suilabl
Workpiecs material
steal, Cast iron . resistant
HB=180 | ajoy steel | ~40HRC | ~SOHRC | ~SOHRC |  Steel castion. | - alloy alloy alloy
YK40F o o
. T T o — Ty

Code key 4 Culting paramelers  # Technical information » Hon-standard customzation #

c248 C264 C265-C270 [cam]

C255

Helical-flute cutting taps-Cast

iron machining




s s

4202C-M3°0.5-6H w
4202C-MT0.56HX e
M3 | 05 | 35 | 23 "o | o8 | 27 | et |Picturet ® 25
4202C5-M3°0.5-6H 15p
4202C5-M3°0.5-6HX 150
4202C-M4°0.7-6H w
4202C-M470.7-6HX e
Mé | 07 | 45 | 34 13 | 21 | 34 | 60t |Picturet . 33
4202C5-M4°0.7-6H 150
|ezozcsmsoremx | 1se | | | | | | . _
4202C-M5°0.8-6H "
4202C-M5°0.8-6HX P
] MG | 08 | 6 4 16 | 25 | 49 | 60° |Powret L] 4.2
4202CS-M5°0.8-6H 150
R i S Y|y S S N 0 e e | BR
4202C-M6°0.75-6H P
4202C-M6°0.75-6HX e
......................................................... MG 0.75 6 5 19 30 4.9 60" |Pictune 1 [ ] 525
4202C5-M6°0.75-6H 150
4202CS-ME'D.TE6HX | 15P
4202C-M6*1-6H wr
4202CC -ME*1-6H aw
4202C-M6"1-6HX wr
i it SV & | 47 19 | 30 | 45 | e0* |Picturst ™ 5
4202C5-ME*1-6H 158
g 4202CCS-ME1-6H 15P
a
Es 4202C5-ME*1-6HX 150
S5 [s0zcmrien 3
= A Mool S I — M7 1 7 5.7 19 30 | 565 | 80 |Picture 1 [ ] B
5 4202C5-M71-6H 150
& 4202C-ME*1-6H w
Z Ms | 4 B | 67 20 | 35 | 62 | 60* |Pictret . 7
E, 4202C5-MB*1-6H 150
@ 4202C-M8*1.25-6H ]
4202CC-ME"1.26-6H w
4202C-M8*1.256HX e
weeel M8 [ 125 | & | 64 22 | 35 | 62 | 60° |Picturet ™ .75
4202C5-M8*1.25-6H 15p
4202CC5-M8*1.25-6H | 150
4202C5-M8*1.25-6HX | 150

C256

& Siock available ' Make-lo-order



---------------------------------------------------------------------------------------------

Straight-flute cutting taps - Cast iron machining

4202C-M10*1-6H ko
M10 1 10 87 100 20 k] ] 60*  |Picture 1 4 L ] ]
4202C5-M10*1-6H 15P
4202C-M10"1.25-6H r
M0 | 125 10 &4 100 24 39 ] 60*  |Picture 1 4 L ] B.75
4202C5-M10"1.25-6H 159
4202C-M10*1.56H r
4202CC-M10"1.5-6H xr
4202C-M10*1 .5-6HX wr
...................... .. MiO | 15 10 81 100 24 34 8 60°  |Picture 1 4 [ ] B85
4202C5-M10"1.5-8H 150
4202CC5-M10%1.5-6H 150
4202C5-M10%1.5-8HX 16P
4202C-M12*1.25-6H E
M12 | 125 g 10 29 T 60" |Peture2] 4 L 10.75
4202C5-M12"1.26-6H 15P
4202C-M12*1.5-6H P
e —————— o - M12 15 g 10 29 7 60" |Picture 2f 4 L ] 10.5
4202C5-M12"1.5-6H 150
4202C-M12*1.75-6H w
4202CC -M12"1.75-6H P
4202C-M12*1,75-6HX w
ey M1Z | 1.75 9 110 29 7 60°  |Picture 2] 4 L 10,25
4202C5-M12*1.75-8H 15P
4202CCS-M12*1.T6-8H| 15P
4202C5-M12%1.75-6HX 15P
4202C-M14"1.5-6H P ¥
M14 15 1 110 30 ] 60*  |Picthure 2 4 L ] 125
4202C5-M14*1.5-6H 150
4202C-M14°2-6H ar
M14 2 1n 10 30 a 60°  |Piclure 2 4 L ] 12
4202C5-M14"2-6H 15¢
4202C-M16*1.56H ar
e M16 15 12 110 32 4 60*  |Picture 2 4 L ] 145 i
4202C5-M16*1.5-6H 15p
4202C-M16"2-6H wr
4202C-M16"2-6HX ko
M16 2 12 1o a k| 60" |Pichire 2 4 L] 14
4202C5-M16*2-6H 1.5
4202C5-M16*2-6HX 15P
@ Stock available ' Make-lo-oader
a
5 :E
3
k>~ Applicable material table Cery suitable  Suilabl gﬁ
Workpiece material -
HE= 180 A.lg:::;aﬂl ~JOHRC ~EOHRC ~GHOHRC steel Cost iron cast iron alloy alloy amu
YHADF o o
T T o TN
Code kay [ Culting parameters ¢ Technieal information Hor-standard cusiomization »
c248 C264 C265-C2T0 [cam)
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4201A-M3"0.8-6H k1
4201A-M3"0.5-6HX ar
mM3 0.5 35 23 56 1 18 i 60" |Petue1| 3 [ ] 25
4201AS5-M370.5-6H 15P
4201 AS-M3"0.5-6HX 1.5F
4201A-M4°0.T-6H wr
4201 A-M4"0.7T-EHX p
e M4 | o7 | 45 | 31 | e2 | 13 | 21 | 24 | 60 |Piduret| 3 ] 33
4201A5-M4"0.7-6H 15P
4201A5-M4"0.T-BHX 15F
4201 A-M5"0.8-6H aF
4201 A-ME"0.8-EHX r
B M5 | 08 | B 4 |70 [ 18 | 25 | 49 | B0 |Peawret| 3 [ 42
4201 AS-ME"0,8-6H 1.5F
4201 AS-ME"0.8-BHX 15P
4201A-ME"0.T5-6H r
4201 A-ME"0.76-8HX P
----------------------- ME | 075 | B 5 | 80 | 19 | 30 | 49 | 80 |Pitwret| 3 [ ] 525
4201A5-ME"0.75-5H 15p
4201 AS-ME"0.T5-EHX 15P
4201A-M5"1-6H e
4201AC-ME*1-5H P
4201A-ME"1-5HX kL
ME | 1 8 | 47 | @0 | 19 | 30 | 49 | 60" |Pidwret| 3 L] 5
4201 AS-ME=1-6H 15P
4201ACS-ME"1-6H 15p
4201 AS-ME"1-6HX 15
4201A-M71-6H kL
e My |1 7 | 57 | 20 | 18 | 20 | 55 | 60* |Piwret| 3 & g
4201 AS-MT"1-6H 15F
4201A-M8*1-5H k)
M | 8 | 67 | o0 | 20 | 35 | 62 | 60" |Piwet| 3 [ 7
4201 AS-MB™1-6H 1.5F

C258

® Stock available ' Make-lo-order



HOLEMAKING TOOLS'

--------------------------------------------------------------------------------------------

Helical-flute cutting taps - Al alloys machining

4201 A-ME*1.256H ap
4201 AC-ME*1.25-6H ar
4201A-M8°1.256HX ar
------------------------------------------------------------- M | 125 | 8 | 64 | 80 | 22 | 35 | 82 | 80" |Piewret| 3 ™ 675
4201AS-M8*1.25-6H 15p
4201ACS-M8"1.25-6H | 15p
4201AS-MB"1.256HX | 15P ,
4201A-M10"1-6H P ‘
M0 1 10 8.7 100 20 39 8 80" |Picture 1 4 L ] L]
4201AS-M10°1-6H 150
4201A-M10°1.25-6H 3P
M0 1.28 10 B84 100 24 a9 g 80" | Picture 1 4 L ] B.75
.3P
4201 A-M10*1.5-6HX P
mio| 15 | 10 | 81 | 100 | 24 | 238 | 8 | s0* |Picturet| 4 ® 85
4201AS-M10°1.5-6H 15p
4201ACS-M10"1.56H | 15P
4201AS-M10°1.66HX | 15P
4201A-M12*1.26-6H P
Miz 128 9 110 28 ¥ BO* | Pictura 2 4 L ] 10.75
4201AS-M12°1.256H | 15p
4201A-M12°1.56H P
miz| 15 | 9 10 | 29 7 | 60 |Piewez| 4 ™ 105
4201A5-M12°1,5-6H 15p
4201A-M12°1.75-6H ae
4201AC-M12°1.75-6H P
4201A-M12°1.766HX | 3P
Miz 1.7T5 ] 110 28 ' 80" |Pictura 2 4 [ ] 10.25
4201AS-M12°1.756H | 15F
4201ACS-M12°1.75-6H| 15P
4201AS-M12°1.75-6HX| 15P
4201 4-M14*1.56H ar
Mia | 15 | 1 10 | 30 o | 60 |Pewez| 4 ™ 125
4201A5-M14*1.5-6H 15P
4201 A-M14"2-6H ar
Mid 2 1 110 30 & 60"  |Picture 2 & L ] 12
4201AS-M14°2-6H 15p
4201A-M161.56H P
Misg 15 12 110 32 & 80" |Picture 2 4 [ ] 14.5
4201AS-M16*1.5-6H 15p
4201A-M1672-6H P
4201A-M16°2-6HX »
Mis 2 12 110 32 & 80" |Picture 2 4 [ ] 14
4201AS-M16°2-6H 15p
4201AS-M16"2-6HX 15p

® Siock available ' Make-lo-osder

k>~ Applicable material table Cery suitable  Suilabl
Workpiecs material
Hagia0 | oo e Toenme | coore | oieet | S*HIM | castion: | alloy aloy | fegiant
YHKA0F o
o T oy Y
Code key " Culting parameleqs  # Technical information » Mon-standard customization »
C249 C264 C265-C270 [cam)
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Healical-fiute cutting taps-Al alloys

machining



Straight-flute cutting taps - Al alloys machining

s s

4202A-M3°0.5-6H e
uuma'a E-SHK
M3 | o5 | 35| 23] se | 1| 18| 27| eo |Piwet| 3 ™ 25
mm a-n s-su
uﬂma'n.a-ﬁux 1.5F
4202A-M4*0.T-6H ap
4202A-M4°0.7-6HX P
M4 or 45 1 13 21 34 60" |Picture 1 o [ ] 33
4202A5-M4"0.7-6H 15p
-\ 4202A5-M4"0.7-5HX 15p
4202A-ME"0.8-6H 2]
4202A-M5"0.8-6HX P
M5 0.8 & 4 T0 16 25 49 a0 |Picture - | a 4.2
) 4202A5-M5°0.8-6H 15p
W l4202A5-M5%0.8-5HX 15p
4202A-M6°0.75-6H ®
4202A-M6*0.75-6HX P
ME 0.7s [ 5 80 19 a0 49 B0* |Picture 1 3 ] 525
4202AS-ME*0.75-6H 15p
4202AS-M6"0.T5-6HX | 1.5P
ﬂﬂ!.ﬁ-“r‘l-il-'l ap
4202AC-ME*1-6H £
ﬂﬂ?ﬂﬂl’“l--ﬁ“l ap
MBE 1 & 4.7 B0 19 30 4.9 60" | Picture 1 =] [ ] 5
- 4202ASME*16H 15P
%E 4202ACS-M6™1-6H 15p
I |||||||||||||||||||||||||||||||||||||||||||||||||||||||| oy
= ? HUMMIHK 1.5
o 4202A-M7*1-5H 1=}
M7 | 7 5.7 &0 18 30 X1 B0 | Picture 1 3 [ ] 6
3 4202AS-M7"1-6H 15p
73 4202A-M8*1-6H el
E- M8 1 8 B.7 a0 20 35 8.2 80" | Picture 1 x| ] T
= 4202A5-M8*1-6H 15p
=
g @ Slock available O Make-to-onder

C260



HOLEMAKING TOOLS'

--------------------------------------------------------------------------------------------

Straight-flute cutting taps - Al alloys machining

4202 A-ME*1 2586H ap
4202AC-M8*1 256H £
4202A-ME"1.258HX ar
M3 1.25 8 6.4 a0 2 35 6.2 60" | Picture 1 | L 3 B.75
4202A5-M8"1.25-6H 150
4202 ACS5-M3"1.25-6H 1.5P
4202A5-ME"1.25-6HX | 15°
4202A-M10°1-6H P
--------------------------------------------------------- - mio | 1 10 |87 |10 | 20 | 38 | 8 | 60° |Picwre1| 4 " g
4202A5-M10"1-6H 150
4202A-M10*1.25-6H 3P
M10 1.25 10 8.4 100 24 39 & 60" |Piciure 1 4 [ ] B.75
4202A5-M10°1.266H | 15P
4202A-M10"1.56H P
4202AC-M1071 5-6H P
4202A-M10*1.5-6HX 3P
e e e M0 | 15 | 100 | B4 | 1000 | 24 | 3@ | &8 | 60" [Picwred| 4 1 85
4202A5-M1071.5-6H 15
4202ACS-M10°1.56H | 15P
4202AS-M10*1.58HX | 15P
4202A-M12°1.25-6H ®
Miz | 125 | @ 10 | 2 7 | s0* |Piowrez| 4 ™ 10.75
4202A5-M12*1.258-6H 15P
4202A.-M12°1 5-6H 3P
Piesiomdhesobt e B i | 48 | Y9 110 | 29 7 | s0* |Piturez| 4 @ 105
4202A5-M12°1.5-6H 15
4202A-M12°1.76-6H 3P F
4202AC-M1271.75-6H P
4202A-M12°1.75-6HX aP
M2 1.75 a9 110 28 T 80" |Picture 2 4 L} 1025
4202A5-M12°1.766H | 15P
4202ACS5-M12°1.75-6H 15 e
4202A5-M12°1.76-6HX | 15P
4202A-M14*1.56H P
M4 15 1 110 30 =] 60 |Piclure 2 4 [ ] 125
4202A5-M1471.5-6H 150
4202A-M14"2-6H e
Mg | 2 | n 1o | 30 o | 80 |Picture| 4 & 12
4202A5-M14°2-6H 15p
4202 A-M161.56H aF
S M6 15 12 110 32 -] 60" | Picture 2 4 [ ] 145
4202A5-M16"1.56H 150
4202A-M16°2-6H P
4202A-M16"26HX P §§’
MG 2 12 110 a2 L] 60" | Picture 2 4 L ] 14 R
4202AS-M16°2-6H 15p g'g
4202A5-M16*2-5HX 15P g
@ Stock availlabla ) Make-lo-order =
L
o
k>~ Applicable material table Cery suitable  Suilabl é
Workpiecs material g
Mikd steel | Caroon | Pre-hardened steel, Hardened steel | gyainjgss | i | Nodular |Awminum [ Copper |  Heal
HB<180 | ajioy steel | ~40HRC | ~S50HRC | -sommc |  Stee eastinn. | alloy aloy alioy
YKADF o
T e N N
Code kay [ Culting parameters ¢ Technieal information Hor-standard cusiomization »
c248 C264 C265-C2T0 fe2r)

C261






--------------------------------------------------------------------------------------------

Thread mills

4111-M3°0.5 M3 2.35 0s 4 50 [ 3 [ ] 9] 25
a0t M4 315 0.7 4 50 8 3 [ ] o 33
4111-M5°0.5 M5 43 05 & 50 10 3 [ ] ) 45
4111-M5°0.8 M5 4 08 B 50 10 a L ] o 42
""""" anmeors | ws | s 07s 6 60 12 4 ® | o | s»
Coamet | M | oas 1 6 80 12 4 e | o | s
T 4 : B - _— o ey
4111-M8°1.25 M8 5.45 1.25 ] a0 18 4 [ ] o 6.75
 ar11am0m M10 855 1 10 75 20 4 * G ]
 a1m101 s M0 8.1 15 10 75 20 4 L ] 85
4111-M12°1.25 M12 10.25 1.25 12 75 24 4 [ ] ] 10.75 ;
 amamizeLTs M1z 8.75 1.75 12 75 24 4 [ ] e 10.25
4111-M14%4 M14 12,35 1 14 75 20 4 ] »} 13
4111-M14°1.5 M14 19 15 14 75 28 4 L] o 125 ;,""_'
4111-M1472 M14 114 2 14 75 28 4 [ ] 12
""" 41111672 | we 133 | 2 16 80 3z 6 * "
4111-M18*1 M8 1618 1 18 80 20 & [ ] v
4111-M18"2.5 M1a 14,75 25 18 80 36 6 [ ] o 155
4111-m20%2 Mz0 171 2 18 100 40 & ] e 18
4111-M20%2.5 M20 16.65 25 18 100 a0 & [ ] 2] 175
@ Siock availabla ) Make-lo-oader
=
E
g
E
k=~ Applicable material table “Mery suitable _ Sullable
Workpiece material

Carbon | Pre-hardened steel, Hardened stecl Heat
Egﬁiﬂd Steel, Slgr.:m Castiron H:l_hr Muri'lh-um Copper
180 | jioy steel | ~40HRC | ~S0HRC | ~BOHRC castiron |  alloy alioy “”“‘_,w*

KTG4015 o o 0 o &
YK40F o O Q
s T — —_
Code key 4 Culting paramelers  # Technical information » Hon-standard cusiomization »
c249 C264 C265-C270 [c27z)

C263



" C HOLEMAKING TOOLS

—+ Recommended cutting parameters

Threading tools /

L T T T

Stainless steel / Mild steel 5~20
Alurninium alloy 20-50
Cast aluminium alloy(Si<10%) 15~40

Grey cast iron 15=30

Nodular cast iron 1020

iy Aluminium alloy _ 20~50

: Cast alurr_ﬂ'ii__l_.i_rh nlluy {S_j -:.199__5_.] 20~45
_4 Cast aluminium alloy (Si 2 10%) 15~40

-
o
L=
Ty

Buipeauy L

Thread mills

Note:
Th ool entering feed is less than 70% of threading feed. It is in dired progorion o the diameter of the tap. The above cul paramelers are suilable for
thread cutlers with helical flute. Please reduce feed rate and cutting speed by 20% ~ 40% if i is siraight-flule tools.

g

g Alloy steel. Commoen steel 20-60 40~120 0.02~0.05 0.04~0.12
o

§ Aluminium alloy 100~250 - 0.05~0.2

E

@

3

=

]

o

C264



HOLEMAKING TOOLS'C

~ Technical information -

\ Threading tools

113#
£ Parts terminology of cutting taps \
§ 5 g
_%§ : 3 ol
EETE = = Wb thickness
E é u E = -
EXs A o | |
e ] ‘ A
N = . )
Al | |a \ _
Chamer longth _| | Mussgpatiogd Sauare length _ == Chip flute
Thread iength_| bl
| Overhanglength | Shank length | 0 ity
Owerall langlh 7
Magnifying _I'l_g of chamfer and thread profile
Thread profile angle ﬁ‘@&
!.,—— —— " | 2
e Aoy e
| B = &
T i T T B O A S Y Y . RS
Chamfer anghe | — 5l 5 K
| 5l 3 E ’
I El 8| |
~n §| g &
7] §
»
/- Parts terminology of forming taps "
: _  S—
5| E f
3 E‘% E © e
£ E o € il fute
5é3] o= 3 |
E l l . = — I __"'_,.};. |l
Hy = 1] = &
Al [ TEPE c .
SouRacing chamtg| s - H
| Threadiength | o . - ="
Overhang length | _ Shank length b Thichriens
- (Ovenllengh =
-]
E
g
Magnifying fig of squeezing chamfer and guided threads E
Thiead profile ang| £
ra-a.__pr -I-.::.g' Big diameter and Medivm dameter B-B -ﬁ 2
" Thitad profis == and Small diameter's converse cone, ‘dab =
gaiga |
oy . 1"}ﬁﬁp
Angle of r 2 i +
SOueazing 1ap$"|:" #

g
Small diamater |
Big diameter

Medium diamater

C265



HOLEMAKING TOOLS  Threading tools /¢

— Technical information

/ Process of tapping and tapping torques A

» When tapping nearly close io the bottom,
spindie spead and feed rale are decreasing
synchronized until to zeno.

Cutting (ferming) ch

participates in machining @ Spindbe slans revarsal, round

process. Meanwhile, the ‘ | speed and feed rate are bath
tooth of correclion plays increase gradually.
a rele in correcting and ) (1] e 00 'B o
directing. Also, lorques ang Arti-
gradually reached al a peak =] clockwise
ol thad fime, - of spanclle -
g Adjrsting tooth seceded
g - gradually.
Wihiile it beging to machine, citting  ociovise
{forming) chamfer will get inlo the of spindie .._.—"#/
P R i i 4 Once the tap entirely seceded,
machined lerques appear lo be ing process is over.
ncreasad by linear. fapping
/ Comparison of forming taps and cutting taps A\
Forming taps Cutting tap
%
b
Extrude poini Chip flute
|
7’
A
Ol e
Forming cone Cmting m

Funnlng thread Cutting thread

=
A e
'- B =

5}00)]

-
= 3
&
[
o
3
w

/ Tapping types of cutting taps A\

Due to different machines, tapping types of cutting taps can be broadly divided inte flexible tapping and rigid tapping, Due to different
pre-hole, it can also be divided into through-hole tapping and blind-hole tapping.

Rigid tapping: Machine tool has good precision | the spindle feed rate is consistent with the tap pitch, Used general chunks.

Flexible tapping: Machine teol has poor precision, tha spindle feed rate cannot be strictly in accordance with the pitch. Compensating
fioating chucks should be used to compensate the error between the tapping feed and the tap pitch, so that the tap can feed in
accordance with the pitch.

Through-hole tapping: chip removal along the direction of tapping feed, so that the chip clogging and scratching and squeezing on the
machined surface caused by chips can be reduced and the accuracy of thread processing can be improved,

Bind-hole tapping: chips ramoval along the direction of tap shank. Increase of cutling force, which is caused by chips blocked in the
groove, can be prevented,

UOIBULIOIU [BDILyDE]
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\ Threading tools

HOLEMAKING TOOLS'C

~ Technical information -

/ Features and applications of tap flute \

. cutting to
Straight-flute taps = general performance l::;hlng o « for machining of high hardness
is good material
« bad nd
ﬂ + high cutting edge o ﬁ::p_bm:?:; = material generaling powdered chips

strength ; anm tn o i + material easy o cause abrasion

= easy to regrind boflom oflblhdg holis = tap shet through and biind hole

= zmall cutting torque
by machining

= better chip-breaking

Helical-flute taps and chip remaoval = bad cutiing edge = tap long through and biind hole
i ability strength = material generating long curling
e - 3vailable fortapping | = easily fallin tooth chips

to the bottom of blind when seceding = the hole with axial slot on inner wall
hales

= penetrate to pre-hole
easly

i no chipa i « only for machining of

Forming taps =N PORNEn O specific material

intermal thread hiah requirement of = for soft materials with good

= high tool strength ’ : toughness and ductility

= available for tapping k ; = tap through and blind hole
\o the bottom of biind | high requirement of
bales lubrication kquid

o
|
=

(=]
8B
g =
=

Technical hminalion
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--------------------------------------------------------------------------------------------

Common problems

Too large Internal
thread

Technical information

‘The common problems in tapping

Reasons Solutions

Saelkacling right lap according to work maledials and

Improve prehole guality
Change to floated tapping method

Regnnding in lime of change taps

Adopt coated taps
Fully lubricaled
Check lubricating oil density

Increasse cooling liquid pressane and vohsme

Build-up edge

Insufficient kibrication or cooling

Too small internal
thread

Py soon ot o 1

Thread disorderly
buckle

When starls tapping, force too small press on left
helical taps increase pressure when starts tapping

Unsmooth on internal
thread surface

Selecting right lap according to work materials and
Wirang selection of taps requi .

Insufficiant cook mmnln?'ﬂmlhudmmhwummwumm

Tap breakage

Check the deplh of pre-hole
Adopt flcaled lapping

Tap touch hoke botiom

C268
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~ Technical information -

Thread mills

/" Thread mills (graphic demonstration)

Thread milling is composed of tool rotation and

£ helical interpolate mill of machine tool. In a

(D ' circle interpolation process, required threads are

machined by using the geametry shape of tool and
moving axially with a pitch

b

., !
iizF’ -ir
1

-

Pizture A

Thread milling can use arc
entaring method and radial
entering method.

Arc entering: placidly entering
and out leads to almost no
cutting traces or vibration,
so that it is particularly
suitable for materials difficult
to be machined and precise

i
— Dy j
Thresdirg end mills
“[

threading. 142 rapi postioning 4.5 culting-out by are feed and interpolating
2-3 srtering by anc feed and interpolating along alang the Z axis at the same time e
the Z axis at the same time 5-6 quick return o =
34 360 *ull carcle cutting interpolation and axial ]
mening of one pitch =

/ Thread overlap ratio \

\While axternal thread appaars lo be siandardized tooth

KR
‘/// Q [T

\_ -r“f
External thread
Reference dimension of large diameler L Small diameter of extemal thiead D
i ! =Prghobe diamater
of extemal thread — pre-hole diamalar Lange diameter of extermal thread 0
Thread overlap ratio = *100% by - :
[ #=12=D-0,)

The thread overlap ratio is the ratio of effective
chimeric height of external thread and internal
thread and the height of standard tooth. It must be
considered before machining of internal thread pre-
hale.

=
8
-]
E
=2
&
8
£
&

—r

2'{hight of atandard tooth type)
h=haight of standard tooth of extenal thread
chimensm rabosaM«100%
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" - Technical information

‘The solutions of common problems in thread milling

Common problems

Solutions

Roughness on internal
thread milling cutter
surface

Towo kang overhang

Poor chip remaoval

Unreasonable cutting paramuber

Severe tool wear

Thread milling cutter

Unreasonable machining mode

Falling on cutting edge Adopt Arg cul-in milling
Too lBmge overhang Drecrease lenglh of overhang
Unreasonable machining mode Adopl up milling
Thread is taper

Too lange cutting Torce

Decreass the length of overhang

Select helix fute tap

Adopt inner cooling

Adjusl cuting paramisler

Adopt down milling

Adopt Are cut-in milling,

Decrease culling force

3
=
2
§
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Non-standard customization for special application (Taps)

Company name:

o> zcc-cT

ICCCT

Fax; Huanghe Southern Road. Tianyuan Zone,
Zhuzhou. Hunan provinee
Tel:
Fax. 0731—22882721 22885420 22887878
E-MAIL. Zip code, 412007 E-—mail .zcoct@ecoct. com
Workpiece materials Hole Form
Grey cast iron
Ductile lron 2 PR - : m—
Aluminum allay : K e
Silicon Aluminum AlloySi< 10%) Fhatugh: s Bliod bele
Silbeon Aluminum Allay{Si> 10%) Bottom hale diameter
Stamless Stee Boltam hele depth
Soft steel Thread form
Hardened steel {HRC48~63) Threading precision
LWurkpiucr Tapping depth
Other  [material grady Threading rotation speed
materials Tapping [
Hardness o - Lo nm_ -
Rigid tapping | |_ Flexible tapping ]_
Tool Information (attachment )
Shank form Chip pocket form
Square shank Straight Aule
Round shank Right handed flute I Left handed Aute
Conlant form Coating
External coolant Coated
Internal coolant Non-Coated
Unit: mm 3 Check mark for copy to fill the lorm:
" _ OAL(Overall length) -
L lengih) B(Thread anghe)
gy, | AN oo

TO(Mominal diameter) ; T

i
"DOOHtEMnk diamater)

Applying tools: Cutting tap

Thread forming tap

MNominal diameter TD= Shank diameter DCON= Thread pitch P= Thread angle O=
Cverall length OAL= Flute length THL= Neck length LU=

Note:

Order Quantity: PCS Expected delivery date:

Quotation: Confirmation,

Date:

o
=
T
(]
e
=
e

Mon-standard customization for
special application (Taps)
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Non-standard customization for special application (Taps)

Company name;
Fax:
Tel .

E-MAIL;

3% zcc-CcT

ECC-CT

Huanghe Southern Road, Tianyuan Zone,
Zhugzhou. Hunan province

Fax.: 073122882721 22885420 22887878

Zip code: 412007 E—mail . zcoct@zecct .com

Workpiece materials Hole Form

Grey cast iron

Ductile Iron

Aluminum alley

Siticon Auminum Alloy{Si< 10%)

Through hole Blind hale

Silicon Aluminum Alley{Si= 10%)

Botiom hole diameter

Stainless Stee Bottom hale depth
Soft steel Thread form
Ordinary steel Threading precision
Workpiece Tapping depth
Other  [material grade Threading rotation speed)
materials Thread form
Hardness
External threading | | Imtemal threading |
Tool Information (attachment )
Chip pocket [fght hasded fute Left handed flute Straight flute |
Cu&ﬁng Coaled Non-Coated
Coolant type|External coolant Internal coolant
Unit: mm ; Check mark for copy to fill the form: +
B Thread anghe)
\ P(Thread pitch)
i
—_—— - — | DCON(Shank diameter)
. L}
! LU{Flute length) |
CAL{Cveral length)

Thread specification= Cutting diameter T= Shank diameter DCON= Thread angle =
Overall length OAL= Flutelengih LU=________ Thread pitch P=
Note:
Order Quantily: PCS Expecled delivery date:

Quotation:

Confirmation:

Date,

C272



