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— | ET-0.4-4-PN 0] M2 0.4 4 | 4 4 50| 6 | - | 004 | (12,100
ET-0.45-4.4-PN | [J M2.2 045 | 16 | 4 44 | 50| 6 | - | 0.04 | (12,100)
RUEE | ET-0.45-5-PN 0 M2.5 045 | 18 | 4 5 50| 6 | - | 005 | (12,100
D1X2f& | ET-0.5-6-PN ) M3 0.5 24 | 4 6 50 6 | - | 006 9,010
for Vetrc tands | ET-0.7-8-PN ) M4 0.7 31 | 4 8 50| 6 | - | 008 9,200
Thread depth: | ET-0.8-10-PN 0 M5 0.8 38 | 4 10 50 6 | - | o1 9,490
2xDi ET-1.0-12-PN ° M6 1 46 | 4 12 50| 6 | - | 011 9,680
ET-1.25-16PN | @ M8 125 | 62 | 4 16 70| 10 | - | 015 | 15,100
ET-1.5-20-PN ° M10 1.5 75 | 4 20 70| 10 | - | 048 | 15,700
ET-1.75-24-PN | @ M12 1.75 | 9 4 24 80 10 | - | 022 | 16,800
ET-2-32-PN 0 M16 2 16 | 4 32 1100 12 | - | 029 | (32,000
ET-2.5-36-PN 0 M18 25 |14 4 36 [135] 16 | O | 032 | (60,200)
ET-2.5-40-PN 0 M20 25 | 15 4 40 1 135] 16 | O | 036 | (60,200
| ET-0.4-5-PN 0 M2 0.4 14 | 4 5 50 6 | - | 004 | (12,100)
ET-0.45-55-PN | (] M2.2 045 | 16 | 4 55 | 50| 6 | - | 004 | (12.100)
RUEx |ET-0.456.25-PN | [ M2.5 045 | 18 | 4 625 50| 6 | - | 0.05 | (12.100)
D1X2.5¢ | ET-0.5-75PN | @ M3 0.5 24 | 4 75 | 50| 6 | - | 0.06 9,010
o Moo s | ET-0.7-10-PN 0 M4 0.7 31 | 4 10 50 6 | - | 008 9,200
Throad doptne | ET-0.8-125-PN | @ M5 0.8 38 | 4 126 | 50| 6 | - | 0. 9,490
25xDi [ ET-1.0-15-PN ) M6 1 46 | 4 15 50 6 | - | 011 9,680
ET-1.25-20-PN | @ M8 125 | 62 | 4 20 20| 10 | - | 045 | 15400
ET-1.5-25-PN 0 M10 1.5 75 | 4 25 70| 10 | - | 048 | 15,700
ET-1.75-30-PN | @ M12 1.75 | 9 4 30 80 10 | - | 022 | 16,800
ET-2-40-PN 0 M16 2 15 | 4 40 100 12 | - | 029 | (32,000)
ET-2.5-45-PN 0 M18 25 | 14 4 45 1 135| 16 | O | 032 | (60,200
ET-2.5-50-PN 0 M20 25 |15 4 50 | 135] 16 | O | 036 | (60,200)
ET-U64-3.7-PN | [J |No.1-64UNC | 1.854| 0.397 | 14 | 4 37 | 50| 6 | - | 004 | (12,200)
ET-U56-4.4-PN | [] |No.2-56UNC | 2.184] 0.454 | 165 | 4 44 | 50] 6 | - | 005 | (12,200
LTS | ET-U48-5-PN [ [No.3-48UNC | 2515 0529 | 1.9 | 4 5 50| 6 | - | 006 | (12,200)
D1x2f | ET-U40-57-PN | [ [No4-40UNC | 2845/ 0.635 | 2.1 | 4 57 | 50| 6 | - | 007 | (12,200)
s Unifod froags, ET-U32-7-PN [ [No.6-32UNC | 3.505| 0.794 | 255 | 4 7 50| 6 | - | 008 | (12,500
Throad deptr | ET-U36-8.3-PN__| (] |No.8-36UNF | 4.166| 0.706 | 33 | 4 83 | 50| 6 | - | 0.09 | (12,500
2xDi ET-U24-9.7-PN | [] |No.10-24UNC| 4.826) 1.058 | 35 | 4 97 | 70| 6 | - | 011 | (13,800)
ET-U20-12.7-PN | [] [1/4-20UNC | 6.35 | 1.27 | 475 | 4 127 | 70| 6 | - | 045 | (13,900)
ET-U28-12.7-PN | [] |1/4-28UNF | 6.35 | 0.907 | 5 4 127 | 70| 6 | - | 015 | (13,800)
ET-U18-15.9-PN | (] |5/16-18UNC | 7.938| 1.411 | 6 4 159 | 80| 10 | - | 048 | (21.600)
ET-U16-19.1-PN | [] |3/8-16UNC | 9.525| 1.588 | 6.7 | 4 191 | 80| 10 | - | 022 | (22,000)
ET-U14-22.2-PN | [] |7/16-14UNC |11.112| 1.814 | 7.7 | 4 222 | 80| 10 | - | 025 | (22,300)
ET-U13-25.4-PN | [J |1/2-13UNC |12.7 | 1.954 | 92 | 4 2654 | 80| 10 | - | 029 | (22,700
ET-U12-28.6-PN | [] |9/16-12UNC |14.288| 2.117 | 106 | 4 286 | 100 12 | - | 032 | (30,900
ET-U11-31.8-PN | [ |5/8-11UNC_|15.875  2.309 | 11.4 | 4 318 1100 | 12 | - | 035 | (31.000)
ET-U64-4.6-PN | ] |No.1-64UNC | 1.854] 0.397 | 1.4 | 4 46 | 50] 6 | - | 0.04 | (12,200)
ET-U56-5.5-PN | (] |No.2-56UNC | 2.184] 0.454 | 1.65 | 4 55 | 50| 6 | - | 005 | (12,200)
faUEx | ET-U48-63PN | (] [No3-48UNC | 2.515(0.529 | 1.9 | 4 63 | 50| 6 | - | 0.06 | (12,200)
D1X25(% |ET-U40-7.1-PN | [ [Nod-40UNC | 28450635 | 2.1 | 4 721 | 50| 6 | - | 007 | (12,200)
g [ET-U32-8.8-PN_| (1 [No.6-32UNC | 3.505] 0.794 | 255 | 4 88 | 50| 6 | - | 0.08 | (12,500
Tivan dontne_ET-U36-10.4-PN_| (] [No.8-36UNF | 4.166] 0.706 | 33 | 4 104 | 50| 6 | - | 009 | (12,500)
25xDi | ET-U24-12.1-PN_| [] |No.10-24UNC | 4.826| 1.058 | 3.5 | 4 124 | 70| 6 | - | 011 | (13,800)
ET-U20-15.9-PN | [] |1/4-20UNC | 6.35 | 1.27 | 4.75 | 4 159 | 70| 6 | - | 015 | (13,900)
ET-U28-15.9-PN | [ |1/4-28UNF | 6.35 | 0.907 | 5 4 159 | 70| 6 | - | 045 | (13,800)
ET-U18-19.8-PN | [] |5/16-18UNC | 7.938| 1.411 | 6 4 198 | 80| 10 | - | 048 | (21.600)
ET-U16-23.8-PN | [] |3/8-16UNC | 9.525 1.588 | 6.7 | 4 238 | 80| 10 | - | 022 | (22,000)
ET-U14-27.8-PN | [] |7/16-14UNC |11.112| 1.814 | 7.7 | 4 278 | 80| 10 | - | 025 | (22,300)
ET-U13-31.8-PN | [J |1/2-13UNC |12.7 | 1.954 | 92 | 4 31.8 | 80| 10 | - | 029 | (22,700
ET-U12-35.7-PN | [ |9/16-12UNC |14.288) 2.117 | 106 | 4 367 1100 12 | - | 032 | (30,900)
ET-U11-39.7-PN | [] |5/8-11UNC_|15.875| 2.309 | 11.4 | 4 39.7 1100 12 | - | 035 | (31,000
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@ : Stocked Items.

(] Stocked by specified distributor. Contact with our sales department. For information about tool diameter correction, refer to the item in "Cautions on use" on p. 11.

BEMEE20 1 3FE4FRE. }ié]%ﬁ}?ii\"@%ﬁﬁ’éﬁﬁ'\btﬁbafﬁ'o Prices listed are as of April 2013, and are unit prices excluding consumption tax.
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58k - 53R cast Iron, Carbon steels

T E4 Tool steels

TUJJ\—R2/$ff Pre-hardened steels

WA 150 ~ 200HB 25 ~ 35HRC 35 ~ 45HRC
Work material FC250,550C SCM440, HPM7 HPM-MAGIC,CENA1
YIERE ve (M/min) 80~85~90 70~75~80 60~65~70
HU%E D SEDc(mm) | EERE N | EDFRE vi | TNEDE fz | EEE 0 | EDERE vi | 1EDE 2 | EEEH 0 | EDERE vi | 1EDE f2
Thread dia. Tool dia.(mm) (min) (mm/min) (mm/t) (min1) (mm/min) (mm/t) (min") (mm/min) (mm/1t)
M2 1.4 19,300 208 0.009 17,100 164 0.008 14,800 142 0.008
M2.2 1.6 16,900 203 0.011 14,900 163 0.01 12,900 141 0.01
M2.5 1.8 15,000 202 0.012 13,300 164 0.011 11,500 142 0.011
M3 2.4 11,300 154 0.017 9,900 127 0.016 8,600 103 0.015
M4 3.1 8,700 188 0.024 7,700 152 0.022 6,700 127 0.021
M5 3.8 7,100 198 0.029 6,300 163 0.027 5,400 130 0.025
M6 4.6 5,900 204 0.037 5,200 170 0.035 4,500 134 0.032
M8 6.2 4,400 198 0.05 3,900 165 0.047 3,300 128 0.043
M10 7.5 3,600 216 0.06 3,200 179 0.056 2,800 148 0.053
M12 9 3,000 216 0.072 2,700 184 0.068 2,300 145 0.063
M16 11.5 2,400 235 0.087 2,100 194 0.082 1,800 154 0.076
M18 14 1,900 171 0.101 1,700 144 0.095 1,500 117 0.088
M20 15 1,800 184 0.102 1,600 154 0.096 1,400 125 0.089
No.1-64UNC 1.4 19,300 170 0.009 17,100 134 0.008 14,800 116 0.008
No.2-56UNC 1.65 16,400 176 0.011 14,500 156 0.011 12,500 122 0.01
No.3-48UNC 1.9 14,200 181 0.013 12,600 148 0.012 10,900 117 0.011
No.4-40UNC 2.1 12,900 203 0.015 11,400 167 0.014 9,900 135 0.013
No.6-32UNC 2.55 10,600 208 0.018 9,400 174 0.017 8,100 141 0.016
No.8-36UNF 3.3 8,200 170 0.025 7,200 144 0.024 6,300 115 0.022
No.10-24UNC S5 7,700 228 0.027 6,800 187 0.025 5,900 149 0.023
1/4-20UNC 4.75 5,700 218 0.038 5,000 181 0.036 4,400 146 0.033
1/4-28UNF 5 5,400 184 0.04 4,800 155 0.038 4,100 122 0.035
5/16-18UNC 6 4,500 211 0.048 4,000 176 0.045 3,400 139 0.042
3/8-16UNC 6.7 4,000 256 0.054 3,600 214 0.05 3,100 173 0.047
7/16-14UNC 7.7 3,500 267 0.062 3,100 221 0.058 2,700 179 0.054
1/2-13UNC 9.2 2,900 237 0.074 2,600 198 0.069 2,200 155 0.064
9/16-12UNC 10.5 2,600 221 0.08 2,300 183 0.075 2,000 148 0.07
5/8-11UNC 11.4 2,400 235 0.087 2,100 192 0.081 1,800 154 0.076
w g2 AN Hardened Steels J5EE AN Hardened Steels 5= ATEH Hardened Steels
WA 45 ~ 55HRC 55 ~ 62HRC 62 ~ 66HRC
Work material SKD61,HPM38 SKD11,YXR3 SKH51,HAP40
YIHEIRE ve (M/min) 50~ 55 ~60 40~ 45 ~50 30~ 35~40
HUR D1 SEDc(mm) | EERE N | EDRE vi | THXDE 2 | EEE n | EXDRE vi | 1HEDE 2 | EEH 0 | XDRE vi | 1EDE 2
Thread dia. Tool dia.(mm) (min) (mm/min) (mm/t) (min") (mm/min) (mm/t) (min") (mm/min) (mm/1t)
M2 1.4 12,500 105 0.007 10,200 73 0.006 8,000 58 0.006
M2.2 1.6 10,900 107 0.009 9,000 69 0.007 7,000 53] 0.007
M2.5 1.8 9,700 109 0.01 8,000 72 0.008 6,200 56 0.008
M3 2.4 7,300 82 0.014 6,000 59 0.011 4,600 40 0.011
M4 3.1 5,600 96 0.019 4,600 62 0.015 3,600 49 0.015
M5 3.8 4,600 102 0.023 3,800 66 0.018 2,900 50 0.018
M6 4.6 3,800 106 0.03 3,100 67 0.023 2,400 52 0.023
M8 6.2 2,800 101 0.04 2,300 64 0.031 1,800 50 0.031
M10 7.5 2,300 113 0.049 1,900 72 0.038 1,500 57 0.038
M12 9 1,900 112 0.059 1,600 72 0.045 1,200 54 0.045
M16 11.5 1,500 120 0.071 1,200 74 0.055 1,000 62 0.055
M18 14 1,300 95 0.082 1,000 56 0.063 800 45 0.063
M20 15 1,200 100 0.083 1,000 64 0.064 700 45 0.064
No.1-64UNC 1.4 12,500 86 0.007 10,200 60 0.006 8,000 47 0.006
No.2-56UNC 1.65 10,600 93 0.009 8,700 60 0.007 6,800 47 0.007
No.3-48UNC 1.9 9,200 90 0.01 7,500 59 0.008 5,900 46 0.008
No.4-40UNC 2.1 8,300 104 0.012 6,800 64 0.009 5,300 50 0.009
No.6-32UNC 2.55 6,900 113 0.015 5,600 67 0.011 4,400 53 0.011
No.8-36UNF 3.3 5,300 88 0.02 4,300 57 0.016 3,400 45 0.016
No.10-24UNC 35 5,000 121 0.022 4,100 77 0.017 3,200 60 0.017
1/4-20UNC 4.75 3,700 116 0.031 3,000 73 0.024 2,300 56 0.024
1/4-28UNF 5 3,500 98 0.033 2,900 62 0.025 2,200 47 0.025
5/16-18UNC 6 2,900 110 0.039 2,400 70 0.03 1,900 56 0.03
3/8-16UNC 6.7 2,600 136 0.044 2,100 85 0.034 1,700 69 0.034
7/16-14UNC 7.7 2,300 141 0.05 1,900 91 0.039 1,400 67 0.039
1/2-13UNC 9.2 1,900 126 0.06 1,600 81 0.046 1,200 61 0.046
9/16-12UNC 10.5 1,700 117 0.065 1,400 74 0.05 1,100 58 0.05
5/8-11UNC 11.4 1,500 118 0.07 1,300 79 0.054 1.000 61 0.054
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For other materials, please ask our local sales office or call the toll-free Technical Support line at 0120-134159.
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[Note] 1.Epoch Thread Mill is a only for tapping the inside of holes.
2.The above cutting conditions are for the nominal diameters stated in the table. Cutting conditions for other nominal diameters should be calculated taking into consideration the Cautions Regarding Use (p. 11).
3.The machinery should be a machining center equipped with NC (numerical control) equipment having a helical interpolation function.
4.The feed rate stated in the above conditions table is the feed rate at the tool center during tapping. In addition, the per-tooth feed rate is the numerical value at the cutting point.
5.Since there is a risk of cutting chips getting inside the machine, when using tools equipped with oil holes, be sure to perform processing using the oil holes.
6.Use the appropriate coolant for the work material and machining shape.

7.These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine conditions.



