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How to order information
®

AccuThread

TM U K 0250 – 20 M
Thread Class

U – UN, UNF
N – NPT, NPTF
M – Metric
A – AccuPort® Specific
B – BSP, BSPT

Coating

K – AM210®

H – AM200®

T – TiN
A – TiAlN
N – TiCN
U – Uncoated

Min. Thread Dia.

English – 0250 = 1⁄4”
Number Drill – 0008 - #8
Metric – 0450 = M 4.5

Thread Pitch

UN – 20
Metric – 1.0

Shank Designation

Blank - Imperial
M - Metric

AccuThread 856® Solid Carbide Threadmills

MaxThread

MAX A 0250 BSW
Coating

A – TiAlN

Min. Thread Dia.

English – 0250 = 1⁄4”
Number Drill – 0008 - #8
Metric – 0450 = M 4.5

Thread Forms

BSW
BSPP
BSPT
NPT
NPTF

Metric and UN are shown with
thread diameter and pitch only

20
Thread Pitch

UN – 20
Metric – 1.0

MaxThreadTM Solid Carbide Threadmills

THT 0400 1F 075- - M
Holder Style

THT – Tapered Head
THN – Straight Head (Neutral)
THP – Straight Head (Positive)
TSN – Shell Mill

THT and THN Holders utilise bolt-in style inserts
THP and TSN Holders utilise pin style inserts

Cutter Dia.

400 - .400”(10.2mm)

# of Flutes

1F – 1 Flute
2F – 2 Flutes
3F – 3 Flutes
5F – 5 Flutes
7F – 7 Flutes
8F – 8 Flutes

Length of Insert

075 – ¾”
100 – 1.00”
150 – 1.50”

Shank Designation

Blank - Imperial
M - Metric

AccuThread 856® Indexable Threadmill Holders

TP 075 K - UN I32
Insert Length

075 – ¾”
100 – 1.00”
150 – 1.50”

Insert Style

TP – Positive – Bolt In
TN – Neutral – Pin & Screw

Coating

K – AM210®

H – AM200®

T – TiN
A – TiAlN
N – TiCN
U – Uncoated

Thread Class

UN, UNJ
NPT, NPTF
BSP, BSPT
M - Metric
F – Full ACME
AP – API Round

Thread Pitch

UN – 20
Metric – 1.0

Thread Style

I - Internal
E - External

AccuThread 856® Indexable Threadmill Inserts
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MaxThread
TM

Threadmills
Solid Carbide Threadmills BSPP/BSPT & BSW

TiAlN coated

®

MAXA0063BSPP28 1⁄16” and 1⁄8” BSPP 28 3 5.97 6.00 14.53 51.00 �

MAXA0250BSPP19 1⁄4” and 3⁄8” BSPP 19 4 9.91 10.00 18.72 73.00 �

MAXA0500BSPP14 1⁄2” and 3⁄4” BSPP 14 4 11.94 12.00 29.03 84.00 �

MAXA1000BSPP11 1” to 2” BSPP 11 4 15.75 16.00 34.67 93.00 �

Item Number BSP Size Pitch Flutes
Max Cutter

Dia (A)

mm

Shank Dia
(B)

mm

Length of
Cut (C)

mm
Stk.OAL (D)

mm

Solid Carbide Threadmills BSPP

Solid Carbide Threadmills BSPT

MAXA0063BSPT28 1⁄16” and 1⁄8” BSPT 28 3 5.97 6.00 9.98 51.00 �

MAXA0250BSPT19 1⁄4” and 3⁄8” BSPT 19 4 9.91 10.00 14.73 73.00 �

MAXA0500BSPT14 1⁄2” and 3⁄4” BSPT 14 4 11.94 12.00 20.00 84.00 �

MAXA1000BSPT11 1” to 2” BSPT 11 4 15.75 16.00 32.31 93.00 �

Item Number BSPT Size Pitch Flutes
Max Cutter

Dia (A)

mm

Shank Dia
(B)

mm

Length of
Cut (C)

mm
Stk.OAL (D)

mm

B

D

C

A

MAXA0250BSW20 1⁄4” 20 3 4.50 6.00 10.16 58 �

MAXA0312BSW18 5⁄16” 18 3 5.00 6.00 11.29 58 �

MAXA0375BSW16 3⁄8” 16 5 7.00 8.00 14.29 64 �

MAXA0437BSW14 7⁄16” 14 5 7.90 8.00 18.15 64 �

MAXA0500BSW12 1⁄2” – 9⁄16” 12 5 9.00 10.00 19.10 73 �

MAXA0625BSW11 5⁄8” 11 5 11.90 12.00 23.10 84 �

MAXA0750BSW10 ¾” 10 5 11.90 12.00 27.94 84 �

MAXA0875BSW9 7⁄8” 9 5 15.90 16.00 28.23 93 �

MAXA1000BSW8 1” 8 6 15.90 16.00 34.93 93 �

Item Number Min. Thread Size Pitch Flutes
Cutter Dia

(A)

mm

Shank Dia
(B)

mm

Length of Cut
(C)

mm mm

OAL (D)
Stk.

Solid Carbide Threadmills BSW

55°

External

InternalRO 137P

RO 137P

B

D

C

A

55°

External

InternalRO 137P

RO 137P

B

D

C

A

90°

27.5°27.5°

External

InternalRO 137P

R1° 47’
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MaxThread
TM

Threadmills
Solid Carbide Threadmills NPT/NPTF
TiAlN coated

®

Note: Solid Carbide Threadmills are sold in 1 piece packages

MAXA0063NPT27 1⁄16” and 1⁄8” NPT 27 3 5.95 6.00 11.30 58.00 �

MAXA0250NPT18 1⁄4” and 3⁄8” NPT 18 4 7.75 8.00 15.70 64.00 �

MAXA0500NPT14 1⁄2” and 3⁄4”NPT 14 4 11.95 12.00 23.70 84.00 �

MAXA1000NPT115 1” to 2” NPT 11.5 4 15.75 16.00 28.75 93.00 �

MAXA2500NPT8 2-1⁄2” to 6” NPT 8 5 19.75 20.00 38.10 115.00 �

Item Number NPT Size Pitch Flutes
Max Cutter

Dia (A)

mm

Shank Dia
(B)

mm

Length of
Cut (C)

mm
Stk.OAL (D)

mm

Solid Carbide Threadmills NPT

Solid Carbide Threadmills NPTF

MAXA0063NPTF27 1⁄16” and 1⁄8” NPTF 27 3 5.95 6.00 11.30 58.00 �

MAXA0250NPTF18 1⁄4” and 3⁄8” NPTF 18 4 7.75 8.00 15.70 64.00 �

MAXA0500NPTF14 1⁄2” and 3⁄4” NPTF 14 4 11.95 12.00 23.70 84.00 �

MAXA1000NPTF115 1” to 2” NPTF 11.5 4 15.75 16.00 28.75 93.00 �

MAXA2500NPTF8 2-1⁄2” to 6” NPTF 8 5 19.75 20.00 38.10 115.00 �

Item Number NPTF Size Pitch Flutes
Max Cutter

Dia (A)

mm

Shank Dia
(B)

mm

Length of
Cut (C)

mm
Stk.OAL (D)

mm

Stk. - Stock Availability
� Stocked.
� Stocked in limited quantities
� Non-Stocked Standard – 25 working days delivery

All other coatings are non-stocked standards – 25 working day delivery applies

B

D

C

A

90° 1° 47’

30° 30°

External

Internal
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MaxThread
TM

Threadmills
Solid Carbide Threadmills UN

TiAlN coated

®

MAXA0002x64 #2 64 3* 1.65 3.00 3.20 39.00 �

MAXA0002x56 #2 56 3* 1.65 3.00 3.20 39.00 �

MAXA0003x48 #3 48 3* 1.80 3.00 3.75 39.00 �

MAXA0004x40 #4 40 3* 2.20 3.00 4.45 39.00 �

MAXA0005x44 #5 44 3 2.40 3.00 4.65 39.00 �

MAXA0006x32 #6 32 3 2.50 3.00 5.55 39.00 �

MAXA0008x36 #8 36 3 3.00 4.00 6.35 51.00 �

MAXA0008x32 #8 32 3 3.20 4.00 6.35 51.00 �

MAXA0010x32 #10 32 3 3.80 4.00 7.95 51.00 �

MAXA0010x28 #10 28 3 3.80 4.00 8.20 51.00 �

MAXA0010x24 #10 24 3 3.70 4.00 8.50 51.00 �

MAXA0250x28 1⁄4 28 3 4.75 6.00 12.70 58.00 �

MAXA0250x20 1⁄4 20 3 4.75 6.00 12.70 58.00 �

MAXA0313x24 5⁄16 24 3 5.95 6.00 16.00 58.00 �

MAXA0313x18 5⁄16 18 3 5.95 6.00 17.00 58.00 �

MAXA0375x24 3⁄8 24 4 7.25 8.00 19.00 64.00 �

MAXA0375x16 3⁄8 16 4 7.25 8.00 19.00 64.00 �

MAXA0438x28 7⁄16 28 4 7.90 8.00 19.95 64.00 �

MAXA0438x20 7⁄16 20 4 8.75 10.00 22.85 73.00 �

MAXA0438x14 7⁄16 14 4 7.75 8.00 20.00 64.00 �

MAXA0500x13 1⁄2 13 4 9.40 10.00 23.50 73.00 �

MAXA0563x18 9⁄16 18 4 9.90 10.00 22.65 73.00 �

MAXA0563x12 9⁄16 12 4 9.90 10.00 22.65 73.00 �

MAXA0625x11 5⁄8 11 4 11.95 12.00 32.40 84.00 �

MAXA0750x16 3⁄4 16 4 11.95 12.00 31.75 84.00 �

MAXA0750x12 3⁄4 12 4 11.95 12.00 31.75 84.00 �

MAXA0750x10 3⁄4 10 4 11.95 12.00 33.00 84.00 �

MAXA0875x14 7⁄8 14 4 11.95 12.00 32.70 84.00 �

MAXA0875x9 7⁄8 9 4 15.75 16.00 36.75 93.00 �

MAXA1000x8 1 8 4 15.75 16.00 35.00 93.00 �

MAXA1125x7 11⁄8 7 5 19.90 20.00 36.30 105.00 �

MAXA1375x6 1 3⁄8 6 5 19.90 20.00 38.10 105.00 �

Item Number Min. Thread Size Pitch Flutes
Cutter Dia

(A)

mm

Shank Dia
(B)

mm

Length of Cut
(C)

mm mm

OAL (D)
Stk.

Solid Carbide Threadmills UN

MAXA0625x11XL 5⁄8 11 4 11.95 12.00 37.00 100.00 �

MAXA0750x10XL 3⁄4 10 4 11.95 12.00 40.70 100.00 �

MAXA0875x9XL 7⁄8 9 4 15.75 16.00 45.20 100.00 �

MAXA1000x8XL 1 8 6 19.90 20.00 50.80 115.00 �

Item Number Min. Thread Size Pitch Flutes
Cutter Dia

(A)

mm

Shank Dia
(B)

mm

Length of Cut
(C)

mm mm

OAL (D)
Stk.

Solid Carbide Threadmills UN Extra Length

B

D

C

A

B

D

C

A

* Items marked with an asterisk are straight fluted

Note: Solid Carbide Threadmills are sold in 1 piece packages

60°

External

Internal
1/4P

1/8P

60°

External

Internal
1/4P

1/8P
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MaxThread
TM

Threadmills
Solid Carbide Threadmills Metric ISO
TiAlN coated

®

MAXA0200x040 M2 0.40 3 1.50 3.00* 3.20 39.00 �

MAXA0250x045 M2.5 0.45 3 1.50 3.00* 3.60 39.00 �

MAXA0300x050 M3 0.50 3 2.15 3.00* 4.50 39.00 �

MAXA0450x075 M4.5 0.75 3 3.00 4.00 6.75 51.00 �

MAXA0500x080 M5 0.80 3 3.60 4.00 8.00 51.00 �

MAXA0600x100 M6 1.00 3 4.60 6.00 12.00 51.00 �

MAXA0600x075 M6 0.75 3 4.60 6.00 12.00 51.00 �

MAXA0800x125 M8 1.25 3 5.90 6.00 16.25 51.00 �

MAXA1000x150 M10 1.50 4 7.40 8.00 19.50 64.00 �

MAXA1000x075 M10 0.75 4 7.95 8.00 15.00 64.00 �

MAXA1000x050 M10 0.50 4 7.95 8.00 15.00 64.00 �

MAXA1200x175 M12 1.75 4 9.40 10.00 22.71 73.00 �

MAXA1200x100 M12 1.00 4 9.40 10.00 20.00 73.00 �

MAXA1400x150 M14 1.50 4 10.90 12.00 27.00 84.00 �

MAXA1400x200 M14 2.00 4 10.90 12.00 28.00 84.00 �

MAXA1800x150 M18 1.50 4 11.90 12.00 31.50 84.00 �

MAXA2000x250 M20 2.50 4 11.90 12.00 30.00 84.00 �

MAXA2000x200 M20 2.00 4 11.95 12.00 30.00 84.00 �

MAXA2400x300 M24 3.00 4 15.90 16.00 36.00 93.00 �

MAXA3000x350 M30 3.50 4 15.75 16.00 38.50 100.00 �

MAXA3600x400 M36 4.00 5 19.90 20.00 40.00 105.00 �

Item Number Thread Size Pitch Flutes
Max Cutter

Dia (A)

mm

Shank Dia
(B)

mm

Length of Cut
(C)

mm mm

OAL
(D) Stk.

Solid Carbide Threadmills Metric

Stk. - Stock Availability
� Stocked.
� Stocked in limited quantities
� Non-Stocked Standard – 25 working days delivery

All other coatings are non-stocked standards – 25 working day delivery applies

* Items marked with an asterisk are straight fluted

B

D

C

A

60°

External

Internal
1/4P

1/8P
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Technical Section - MaxThread
TM

Threadmills
Recommended Cutting Data

Solid Carbide Threadmills

®

Material
Material
Hardness

(BHN)

Material
Machinability

TiAlN
M/min

Cutter (mm)

Recommended Feed (mm/tooth)

3 5 6 8 10 12 16 19

100-150 Easy 167 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
150-200 Easy 130 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
200-250 Easy 93 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
85-125 Average 167 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
125-175 Average 130 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
175-225 Average 112 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
225-275 Average 93 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
125-175 Average 137 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
175-225 Average 120 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
225-275 Average 107 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
275-325 Average 95 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
125-175 Average 107 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
175-225 Average 93 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
225-275 Average 84 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
275-325 Difficult 75 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
325-375 Difficult 70 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
225-300 Average 89 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
300-350 Difficult 80 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
350-400 Difficult 70 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
100-150 Average 143 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
150-250 Average 119 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
250-350 Difficult 107 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
150-200 Difficult 107 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
200-250 Difficult 93 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
140-220 Difficult 31 0.008 0.010 0.015 0.020 0.023 0.025 0.030 0.038
220-310 Difficult 21 0.008 0.010 0.015 0.020 0.023 0.025 0.030 0.038
135-185 Average 101 0.010 0.013 0.015 0.020 0.023 0.025 0.038 0.051
185-275 Difficult 96 0.010 0.013 0.015 0.020 0.023 0.025 0.038 0.051
185-275 Average 58 0.010 0.013 0.015 0.020 0.023 0.025 0.038 0.051
275-325 Difficult 29 0.010 0.013 0.015 0.020 0.023 0.025 0.038 0.051
120-150 Easy 152 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
150-200 Easy 142 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
200-220 Easy 130 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
220-260 Average 113 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
260-320 Average 108 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064

30 Easy 335 0.013 0.015 0.023 0.025 0.038 0.051 0.064 0.076
180 Easy 305 0.013 0.015 0.023 0.025 0.038 0.051 0.064 0.076
120 Easy 191 0.013 0.015 0.023 0.025 0.038 0.051 0.064 0.076

30-125 Easy 295 0.013 0.015 0.023 0.025 0.038 0.051 0.064 0.076

Free Machining Steel

Low Carbon Steel

Medium Carbon Steel

Structural Steel

High Temperature Alloy

Stainless Steel

Stainless Steel PH

Tool Steel

Cast Aluminium

Aluminium, Wrought

Cast Iron

Brass

High Strength Alloy

Alloy Steel

Formulas: Linear Feed Rate = RPM x mm/tooth x No. of Teeth M/min = (RPM x 3.142 x Dia)/1000. RPM = (M/min x 1000) / (Dia x 3.142)
Adjusted Feed Rate (AFR) for Internal Thread Milling = (Thread Major Dia – Cutter Dia) / major Dia) x Linear Feed Rate

The above formula on an internal thread program adjusts the linear feed rate to be applied to the O.D. instead of the centre of the cutting tool.
If the feed rate is not adjusted, the excessive feed rate will cause the thread mill cutting edges to fail.
Example of an Internal Thread Feed Rate Calculation: Cast Iron 125 BHN with a ½ - 13 thread form.

Note: Reduce feed and speed by 30% for NPT and NPTF Thread Forms due to tapered cutting action
* Uncoated thread mills are recommended for cast aluminium applications
Refer to recommended pass chart on page 202 when referencing material machinability

Step 1 Step 2 Step 3

RPM=(m/min x 1000)(Dia x 3.142) Linear Feed Rate = RPM x mm/tooth x No of teeth AFR for Internal Thread Milling = (Major Dia-Cutter Dia) / Major Dia) x
Linear Feed Rate

RPM=(152 x 1000)(8.89 x 3.142) Linear Feed Rate = 5442 x 0.038 x 4 AFR for Internal Thread Milling = (12.7 – 8.89) / 12.7) x 827.18

RPM=5442 Linear Feed Rate = 827.18 mm/min AFR for Internal Thread Milling = 248.15mm/min
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AccuThread 856®

Solid Carbide Threadmills BSPP/BSPT/BSW
AM210® coated

®

TMBK0063-BSPPM 1⁄16” and 1⁄8” BSP 28 3 5.97 6.00 14.53 51.00 �

TMBK0250-BSPPM 1⁄4” and 3⁄8” BSP 19 4 9.91 10.00 18.72 73.00 �

TMBK0500-BSPPM 1⁄2” and 3⁄4” BSP 14 4 11.94 12.00 29.03 84.00 �

TMBK1000-BSPPM 1” to 2” BSP 11 4 15.75 16.00 34.67 93.00 �

Item Number BSP Size Pitch Flutes
Max Cutter

Dia (A)

mm

Shank Dia
(B)

mm

Length of
Cut (C)

mm
Stk.OAL (D)

mm

Solid Carbide Threadmills BSPP

Solid Carbide Threadmills BSPT

TMBK0063-BSPTM 1⁄16” and 1⁄8” BSPT 28 3 5.97 6.00 9.98 51.00 �

TMBK0250-BSPTM 1⁄4” and 3⁄8” BSPT 19 4 9.91 10.00 14.73 73.00 �

TMBK0500-BSPTM 1⁄2” and 3⁄4” BSPT 14 4 11.94 12.00 20.00 84.00 �

TMBK1000-BSPTM 1” to 2” BSPT 11 4 15.75 16.00 32.31 93.00 �

Item Number BSPT Size Pitch Flutes
Max Cutter

Dia (A)

mm

Shank Dia
(B)

mm

Length of
Cut (C)

mm
Stk.OAL (D)

mm

TMBK0250-BSW 1⁄4” 20 3 4.50 6.00 10.16 58 �

TMBK0312-BSW 5⁄16” 18 3 5.00 6.00 11.29 58 �

TMBK0375-BSW 3⁄8” 16 5 7.00 8.00 14.29 64 �

TMBK0437-BSW 7⁄16” 14 5 7.90 8.00 18.15 64 �

TMBK0500-BSW 1⁄2” – 9⁄16” 12 5 9.00 10.00 19.10 73 �

TMBK0625-BSW 5⁄8” 11 5 11.90 12.00 23.10 84 �

TMBK0750-BSW ¾” 10 5 11.90 12.00 27.94 84 �

TMBK0875-BSW 7⁄8” 9 5 15.90 16.00 28.23 93 �

TMBK1000-BSW 1” 8 6 15.90 16.00 34.93 93 �

Item Number Min. Thread Size Pitch Flutes
Cutter Dia

(A)

mm

Shank Dia
(B)

mm

Length of Cut
(C)

mm mm

OAL (D)
Stk.

Solid Carbide Threadmills BSW

B

D

C

A

B

D

C

A

B

D

C

A

55°

External

InternalRO 137P

RO 137P

55°

External

InternalRO 137P

RO 137P

90°

27.5°27.5°

External

InternalRO 137P

R1° 47’
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AccuThread 856®

Solid Carbide Threadmills NPT/NPTF/AccuPort 432®

AM210® coated

®

Note: Solid Carbide Threadmills are sold in 1 piece packages

Stk. - Stock Availability
� Stocked.
� Stocked in limited quantities
� Non-Stocked Standard – 25 working days delivery

All other coatings are non-stocked standards – 25 working day delivery applies

TMNK0063-NPT 1⁄16” and 1⁄8” NPT 27 3 5.95 6.00 11.30 58.00 �

TMNK0250-NPT 1⁄4” and 3⁄8” NPT 18 4 7.75 8.00 15.70 64.00 �

TMNK0500-NPT 1⁄2” and 3⁄4”NPT 14 4 11.95 12.00 23.70 84.00 �

TMNK1000-NPT 1” to 2” NPT 11.5 4 15.75 16.00 28.75 93.00 �

TMNK2500-NPT 2-1⁄2” to 6” NPT 8 4 19.75 20.00 38.10 115.00 �

Item Number NPT Size Pitch Flutes
Max Cutter

Dia (A)

mm

Shank Dia
(B)

mm

Length of
Cut (C)

mm
Stk.OAL (D)

mm

Solid Carbide Threadmills NPT

Solid Carbide Threadmills NPTF

TMNK0063-NPTF 1⁄16” and 1⁄8” NPTF 27 3 5.95 6.00 11.30 58.00 �

TMNK0250-NPTF 1⁄4” and 3⁄8” NPTF 18 4 7.75 8.00 15.70 64.00 �

TMNK0500-NPTF 1⁄2” and 3⁄4” NPTF 14 4 11.95 12.00 23.70 84.00 �

TMNK1000-NPTF 1” to 2” NPTF 11.5 4 15.75 16.00 28.75 93.00 �

TMNK2500-NPTF 2-1⁄2” to 6” NPTF 8 4 19.75 20.00 38.10 115.00 �

Item Number NPTF Size Pitch Flutes
Max Cutter

Dia (A)

mm

Shank Dia
(B)

mm

Length of
Cut (C)

mm
Stk.OAL (D)

mm

TMAK0438-20M -4 to -5 20 4 8.51 10.00 15.24 73.00 �

TMAK0563-18M -6 18 4 9.40 10.00 16.92 73.00 �

TMAK0750-16M -8 16 4 11.94 12.00 19.05 84.00 �

TMAK0875-14M -10 14 4 11.94 12.00 21.77 84.00 �

TMAK1063-12M -12 to -32 12 4 11.94 12.00 23.29 84.00 �

Item Number Port Size Pitch Flutes
Max Cutter Dia

(A)

mm

Shank Dia
(B)

mm

Length of Cut
(C)

mm mm

OAL (D)
Stk.

Solid Carbide Threadmills AccuPort 432® Specific UN

B

D

C

A
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AccuThread 856®

Solid Carbide Threadmills UN
AM210® coated

®

TMUK0002-64 #2 64 3* 1.65 3.00 3.20 39.00 �

TMUK0002-56 #2 56 3* 1.65 3.00 3.20 39.00 �

TMUK0003-48 #3 48 3* 1.80 3.00 3.75 39.00 �

TMUK0004-40 #4 40 3* 2.20 3.00 4.45 39.00 �

TMUK0005-44 #5 44 3 2.40 3.00 4.65 39.00 �

TMUK0006-32 #6 32 3 2.50 3.00 5.55 39.00 �

TMUK0008-36 #8 36 3 3.00 4.00 6.35 51.00 �

TMUK0008-32 #8 32 3 3.20 4.00 6.35 51.00 �

TMUK0010-32 #10 32 3 3.80 4.00 7.95 51.00 �

TMUK0010-28 #10 28 3 3.80 4.00 8.20 51.00 �

TMUK0010-24 #10 24 3 3.70 4.00 8.50 51.00 �

TMUK0250-28 1⁄4 28 3 4.75 6.00 12.70 58.00 �

TMUK0250-20 1⁄4 20 3 4.75 6.00 12.70 58.00 �

TMUK0313-24 5⁄16 24 3 5.95 6.00 16.00 58.00 �

TMUK0313-18 5⁄16 18 3 5.95 6.00 17.00 58.00 �

TMUK0375-24 3⁄8 24 4 7.25 8.00 19.00 64.00 �

TMUK0375-16 3⁄8 16 4 7.25 8.00 19.00 64.00 �

TMUK0438-28 7⁄16 28 4 7.90 8.00 19.95 64.00 �

TMUK0438-20 7⁄16 20 4 8.75 10.00 22.85 73.00 �

TMUK0438-14 7⁄16 14 4 7.75 8.00 20.00 64.00 �

TMUK0500-13 1⁄2 13 4 9.40 10.00 23.50 73.00 �

TMUK0563-18 9⁄16 18 4 9.90 10.00 22.65 73.00 �

TMUK0563-12 9⁄16 12 4 9.90 10.00 22.65 73.00 �

TMUK0625-11 5⁄8 11 4 11.95 12.00 32.40 84.00 �

TMUK0750-16 3⁄4 16 4 11.95 12.00 31.75 84.00 �

TMUK0750-12 3⁄4 12 4 11.95 12.00 31.75 84.00 �

TMUK0750-10 3⁄4 10 4 11.95 12.00 33.00 84.00 �

TMUK0875-14 7⁄8 14 4 11.95 12.00 32.70 84.00 �

TMUK0875-9 7⁄8 9 4 15.75 16.00 36.75 93.00 �

TMUK1000-8 1 8 4 15.75 16.00 35.00 93.00 �

TMUK1125-7 11⁄8 7 5 19.90 20.00 36.30 105.00 �

TMUK1375-6 1 3⁄8 6 5 19.90 20.00 38.10 105.00 �

Item Number Min. Thread Size Pitch Flutes
Cutter Dia

(A)

mm

Shank Dia
(B)

mm

Length of Cut
(C)

mm mm

OAL (D)
Stk.

Solid Carbide Threadmills UN

TMUK0625-11XL 5⁄8 11 4 11.95 12.00 37.00 100.00 �

TMUK0750-10XL 3⁄4 10 4 11.95 12.00 40.70 100.00 �

TMUK0875-9XL 7⁄8 9 4 15.75 16.00 45.20 100.00 �

TMUK1000-8XL 1 8 6 19.90 20.00 50.80 115.00 �

Item Number Min. Thread Size Pitch Flutes
Cutter Dia

(A)

mm

Shank Dia
(B)

mm

Length of Cut
(C)

mm mm

OAL (D)
Stk.

Solid Carbide Threadmills UN Extra Length

* Items marked with an asterisk are straight fluted

Note: Solid Carbide Threadmills are sold in 1 piece packages
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AccuThread 856®

Solid Carbide Threadmills Metric ISO
AM210® coated

®

TMMK0200-040M M2 0.40 3 1.50 3.00* 3.20 39.00 �

TMMK0250-045M M2.5 0.45 3 1.50 3.00* 3.60 39.00 �

TMMK0300-050M M3 0.50 3 2.15 3.00* 4.50 39.00 �

TMMK0450-075M M4.5 0.75 3 3.00 4.00 6.75 51.00 �

TMMK0500-080M M5 0.80 3 3.60 4.00 8.00 51.00 �

TMMK0600-100M M6 1.00 3 4.60 6.00 12.00 51.00 �

TMMK0600-075M M6 0.75 3 4.60 6.00 12.00 51.00 �

TMMK0800-125M M8 1.25 3 5.90 6.00 16.25 51.00 �

TMMK1000-150M M10 1.50 4 7.40 8.00 19.50 64.00 �

TMMK1000-075M M10 0.75 4 7.95 8.00 15.00 64.00 �

TMMK1000-050M M10 0.50 4 7.95 8.00 15.00 64.00 �

TMMK1200-175M M12 1.75 4 9.40 10.00 22.71 73.00 �

TMMK1200-100M M12 1.00 4 9.40 10.00 20.00 73.00 �

TMMK1400-150M M14 1.50 4 10.90 12.00 27.00 84.00 �

TMMK1400-200M M14 2.00 4 10.90 12.00 28.00 84.00 �

TMMK1800-150M M18 1.50 4 11.90 12.00 31.50 84.00 �

TMMK2000-250M M20 2.50 4 11.90 12.00 30.00 84.00 �

TMMK2000-200M M20 2.00 4 11.95 12.00 30.00 84.00 �

TMMK2400-300M M24 3.00 4 15.90 16.00 36.00 93.00 �

TMMK3000-350M M30 3.50 4 15.75 16.00 38.50 100.00 �

TMMK3600-400M M36 4.00 5 19.90 20.00 40.00 105.00 �

Item Number Thread Size Pitch Flutes
Max Cutter

Dia (A)

mm

Shank Dia
(B)

mm

Length of Cut
(C)

mm mm

OAL (D)
Stk.

Solid Carbide Threadmills Metric

Stk. - Stock Availability
� Stocked.
� Stocked in limited quantities
� Non-Stocked Standard – 25 working days delivery

All other coatings are non-stocked standards – 25 working day delivery applies

Made to order tool specification – Priced on Request

Thread
Size

Thread
Form Pitch # Flutes

Cutter
Diameter

(A)

Shank
Diameter

(B)

Length
of Cut

(C)

OAL
(D) Flute Style Coating Qty

Company Name

Distributor Name

Contact Name

Distributor Contact Name

Telephone Fax

Telephone Fax

Fax a copy of the table below to the AMEC’s Application Engineering Department +44 1384 408372
or email engineering@alliedmaxcut.com to receive pricing for a special thread mill

Note: Solid Carbide Threadmills are sold in 1 piece packages
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AccuThread 856®

Indexable Threadmills Bolt-In Inserts Style UN
AM210® coated

®

TP075K-UN32I 32 19.05 2.03 �

TP075K-UN24I 24 19.05 2.03 �

TP075K-UN20I 20 19.05 2.03 �

TP075K-UN18I 18 19.05 2.03 �

TP075K-UN16I 16 19.05 2.03 �

TP100K-UN32I 32 25.40 3.56 �

TP100K-UN24I 24 25.40 3.56 �

TP100K-UN20I 20 25.40 3.56 �

TP100K-UN18I 18 25.40 3.56 �

TP100K-UN16I 16 25.40 3.56 �

TP100K-UN14I 14 25.40 3.56 �

TP100K-UN12I 12 25.40 3.56 �

TP100K-UN10I 10 25.40 3.56 �

Item Number Threads per Inch
mm mm

Insert Length (A) Insert Thickness (B) Stk.

Bolt-In Style Inserts UN Internal

TP075K-UN32E 32 19.05 2.03 �

TP075K-UN24E 24 19.05 2.03 �

TP075K-UN20E 20 19.05 2.03 �

TP075K-UN18E 18 19.05 2.03 �

TP075K-UN16E 16 19.05 2.03 �

TP100K-UN32E 32 25.40 3.56 �

TP100K-UN24E 24 25.40 3.56 �

TP100K-UN20E 20 25.40 3.56 �

TP100K-UN18E 18 25.40 3.56 �

TP100K-UN16E 16 25.40 3.56 �

TP100K-UN14E 14 25.40 3.56 �

TP100K-UN12E 12 25.40 3.56 �

Item Number Threads per Inch
mm mm

Insert Length (A) Insert Thickness (B) Stk.

Bolt-In Style Inserts UN External

AB

AB

Note: Indexable Threadmill Inserts are sold in 2 piece packages

Note: Indexable Threadmill Inserts are sold in 2 piece packages
Stk. - Stock Availability
� Stocked.
� Stocked in limited quantities
� Non-Stocked Standard – 25 working days delivery

All other coatings are non-stocked standards – 25 working day delivery applies
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AccuThread 856®

Indexable Threadmills Bolt-In Inserts Style UNJ
AM210® coated

®

TP075K-UNJ32I 32 19.05 2.03 �

TP075K-UNJ24I 24 19.05 2.03 �

TP075K-UNJ20I 20 19.05 2.03 �

TP075K-UNJ18I 18 19.05 2.03 �

TP075K-UNJ16I 16 19.05 2.03 �

TP100K-UNJ32I 32 25.40 3.56 �

TP100K-UNJ24I 24 25.40 3.56 �

TP100K-UNJ20I 20 25.40 3.56 �

TP100K-UNJ18I 18 25.40 3.56 �

TP100K-UNJ16I 16 25.40 3.56 �

TP100K-UNJ14I 14 25.40 3.56 �

TP100K-UNJ12I 12 19.05 2.03 �

Item Number Threads per Inch
mm mm

Insert Length (A) Insert Thickness (B) Stk.

Bolt-In Style Inserts UNJ Internal

TP075K-UNJ32E 32 19.05 2.03 �

TP075K-UNJ24E 24 19.05 2.03 �

TP075K-UNJ20E 20 19.05 2.03 �

TP075K-UNJ18E 18 19.05 2.03 �

TP075K-UNJ16E 16 19.05 2.03 �

TP100K-UNJ32E 32 25.40 3.56 �

TP100K-UNJ24E 24 25.40 3.56 �

TP100K-UNJ20E 20 25.40 3.56 �

TP100K-UNJ18E 18 25.40 3.56 �

TP100K-UNJ16E 16 25.40 3.56 �

TP100K-UNJ12E 12 25.40 3.56 �

Item Number Threads per Inch
mm mm

Insert Length (A) Insert Thickness (B) Stk.

Bolt-In Style Inserts UNJ External

AB

Note: Indexable Threadmill Inserts are sold in 2 piece packages

Note: Indexable Threadmill Inserts are sold in 2 piece packages

Stk. - Stock Availability
� Stocked.
� Stocked in limited quantities
� Non-Stocked Standard – 25 working days delivery

All other coatings are non-stocked standards – 25 working day delivery applies

60°

External

Internal5/16P

R max 0.18042P
R min 0.15011P

AB 60°
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Internal5/16P
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AccuThread 856®

Indexable Threadmills Metric/BSP and Holders
AM210® coated

®

TP075K-M0.5I 0.5 19.05 2.03 �

TP075K-M1.0I 1.0 19.05 2.03 �

TP075K-M1.25I 1.25 19.05 2.03 �

TP075K-M1.5I 1.5 19.05 2.03 �

TP100K-M1.0I 1.0 25.40 3.56 �

TP100K-M1.5I 1.5 25.40 3.56 �

TP100K-M2.0I 2.0 25.40 3.56 �

Item Number Threads per mm
mm mm

Insert Length (A) Insert Thickness (B)
Stk.

Bolt-In Style Inserts Metric Internal

TP100K-M1.0E 1.0 25.40 3.56 �

TP100K-M1.5E 1.5 25.40 3.56 �

TP100K-M2.0E 2.0 25.40 3.56 �

Item Number Threads per mm
mm mm

Insert Length (A) Insert Thickness (B)
Stk.

Bolt-In Style Inserts Metric External

TP075K-BSP19 19 19.05 2.03 �

TP100K-BSP14 14 25.40 3.56 �

TP100K-BSP19 19 25.40 3.56 �

Item Number Threads per Inch
mm mm

Insert Length (A) Insert Thickness (B)
Stk.

Bolt-In Style Inserts BSP Internal & External

Note: Indexable Threadmill Inserts are sold in 2 piece packages

Note: Indexable Threadmill Inserts are sold in 2 piece packages

Note: Indexable Threadmill Inserts are sold in 2 piece packages

THN-0394-IF075M TP075K-UN/ISO/BSP 20.00 6.35 76.20 10.01 19.05 1 TMS-250 �

THN-0625-1F100M TP100K-UN/ISO/BSP 25.00 11.58 88.90 15.88 25.40 1 TMS-40 �

Item Number Insert Shank Dia
(A)

Pilot Dia
(B)

OAL
(C)

Cutter Dia
(D)

Insert
Length (E) Flutes Screw Stk.

AB

AB

B

C

A

E

D
Straight Bolt-In Style UN/ISO/BSP Internal & External

60°

External

Internal
1/4P

1/8P

55°

External

InternalRO 137P

RO 137P

T-
A

&
G

EN
2

T-
A

G
EN

3S
Y

S
Re

vo
lu

tio
n

&
C

or
e

D
ril

l
A

SC
32

0
So

lid
C

ar
bi

de
A

cc
uP

or
t

43
2

Th
re

ad
M

ill
in

g
Sp

ec
ia

lT
oo

lin
g



193
+44 (0)1384 400 900 +44 (0)1384 400 105 enquiries@alliedmaxcut.com www.alliedmaxcut.com

AccuThread 856®

Indexable Threadmills Metric/BSPT/NPT/NPTF and Holders
AM210® coated

®

TP075K-BSPT19 19 19.05 2.03 �

TP100K-BSPT14 14 25.40 3.56 �

TP100K-BSPT19 19 25.40 3.56 �

Item Number Threads per Inch
mm mm

Insert Length (A) Insert Thickness (B)
Stk.

Bolt-In Style Inserts BSPT Internal & External

TP075K-NPT18 18 19.05 2.03 �

TP075K-NPTF18 18 19.05 2.03 �

TP100K-NPT14 14 25.40 3.56 �

TP100K-NPTF14 14 25.40 3.56 �

Item Number Threads per Inch
mm mm

Insert Length (A) Insert Thickness (B)
Stk.

THT-0400-1F075M � TP075K-NPT/NPTF/BSPT 20.00 5.82 76.20 10.16 19.05 1 TMS-250
THT-0659-1F100M � TP100K-NPT/NPTF/BSPT 25.00 9.65 76.20 16.74 25.40 1 TMS-45

Item Number Stk. Insert Shank Dia
(A)

Pilot Dia
(B)

OAL
(C)

Cutter Dia
(D)

Insert
Length (E) Flutes Screw

Threadmill Holders Tapered Bolt-In Style NPT/NPTF/BSPT Internal & External

Stk. - Stock Availability
� Stocked.
� Stocked in limited quantities
� Non-Stocked Standard – 25 working days delivery

All other coatings are non-stocked standards – 25 working day delivery applies

Note: Indexable Threadmill Inserts are sold in 2 piece packages

Note: Indexable Threadmill Inserts are sold in 2 piece packages

Note: Indexable Threadmill Inserts are sold in 2 piece packages
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AccuThread 856®

Indexable Threadmills Pin Style Inserts NPT/NPTF/BSP/BSPT/API
AM210® coated

®

TN150K-NPT11.5 11.5 38.10 3.56 �

TN150K-NPTF11.5 11.5 38.10 3.56 �

TN150K-NPT8 8 38.10 3.56 �

TN150K-NPTF8 8 38.10 3.56 �

Item Number Threads per Inch
mm mm

Insert Length (A) Insert Thickness (B)
Stk.

Pin Style Inserts NPT/NPTF Internal & External

TN150K-BSP11 11 38.10 3.56 �

TN150K-BSPT11 11 38.10 3.56 �

Item Number Threads per Inch
mm mm

Insert Length (A) Insert Thickness (B)
Stk.

Pin Style Inserts BSP/BSPT Internal & External

TN150K-AP10 10 38.10 3.56 �

TN150K-AP8 8 38.10 3.56 �

Item Number Threads per Inch
mm mm

Insert Length (A) Insert Thickness (B)
Stk.

Pin Style Inserts API-ROUND Internal & External

AB

AB

AB

Note: Indexable Threadmill Inserts are sold in 2 piece packages

Note: Indexable Threadmill Inserts are sold in 2 piece packages

Note: Indexable Threadmill Inserts are sold in 2 piece packages

90° 1° 47’

30° 30°

External

Internal

90° 1° 47’

30° 30°

External

Internal

90°

27.5°27.5°

External

InternalRO 137P
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55°
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InternalRO 137P

RO 137P
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AccuThread 856®

Indexable Threadmills Pin Style UN
AM210® coated

®

AB

AB

TN100K-UN32I 32 25.40 3.56 �

TN100K-UN24I 24 25.40 3.56 �

TN100K-UN20I 20 25.40 3.56 �

TN100K-UN18I 18 25.40 3.56 �

TN100K-UN16I 16 25.40 3.56 �

TN100K-UN12I 12 25.40 3.56 �

TN100K-UN10I 10 25.40 3.56 �

TN100K-UN8I 8 25.40 3.56 �

TN150K-UN24I 24 38.10 3.56 �

TN150K-UN20I 20 38.10 3.56 �

TN150K-UN18I 18 38.10 3.56 �

TN150K-UN16I 16 38.10 3.56 �

TN150K-UN14I 14 38.10 3.56 �

TN150K-UN12I 12 38.10 3.56 �

TN150K-UN10I 10 38.10 3.56 �

TN150K-UN8I 8 38.10 3.56 �

TN150K-UN7I 7 38.10 3.56 �

TN150K-UN6I 6 38.10 3.56 �

Item Number Threads per Inch
mm mm

Insert Length (A) Insert Thickness (B) Stk.

Pin Style Inserts UN (Internal)

TN100K-UN32E 32 25.40 3.56 �

TN100K-UN24E 24 25.40 3.56 �

TN100K-UN20E 20 25.40 3.56 �

TN100K-UN18E 18 25.40 3.56 �

TN100K-UN16E 16 25.40 3.56 �

TN100K-UN12E 12 25.40 3.56 �

TN100K-UN10E 10 25.40 3.56 �

TN100K-UN8E 8 25.40 3.56 �

TN100K-UN7E 7 25.40 3.56 �

TN150K-UN24E 24 38.10 3.56 �

TN150K-UN20E 20 38.10 3.56 �

TN150K-UN18E 18 38.10 3.56 �

TN150K-UN16E 16 38.10 3.56 �

TN150K-UN12E 12 38.10 3.56 �

TN150K-UN10E 10 38.10 3.56 �

TN150K-UN8E 8 38.10 3.56 �

TN150K-UN7E 7 38.10 3.56 �

TN150K-UN6E 6 38.10 3.56 �

Item Number Threads per Inch
mm mm

Insert Length (A) Insert Thickness (B) Stk.

Pin Style Inserts UN (External)

Note: Indexable Threadmill Inserts are sold in 2 piece packages

Note: Indexable Threadmill Inserts are sold in 2 piece packages

60°

External

Internal
1/4P

1/8P

60°

External

Internal
1/4P

1/8P
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AccuThread 856®

Indexable Threadmills Pin Style UNJ
AM210® coated

®

TN100K-UNJ32I 32 25.40 3.56 �

TN100K-UNJ24I 24 25.40 3.56 �

TN100K-UNJ20I 20 25.40 3.56 �

TN100K-UNJ18I 18 25.40 3.56 �

TN100K-UNJ16I 16 25.40 3.56 �

TN100K-UNJ12I 12 25.40 3.56 �

TN100K-UNJ10I 10 25.40 3.56 �

TN150K-UNJ24I 24 38.10 3.56 �

TN150K-UNJ20I 20 38.10 3.56 �

TN150K-UNJ18I 18 38.10 3.56 �

TN150K-UNJ16I 16 38.10 3.56 �

TN150K-UNJ14I 14 38.10 3.56 �

TN150K-UNJ12I 12 38.10 3.56 �

TN150K-UNJ10I 10 38.10 3.56 �

TN150K-UNJ8I 8 38.10 3.56 �

Item Number Threads per Inch
mm mm

Insert Length (A) Insert Thickness (B) Stk.

Pin Style Inserts UNJ Internal

TN100K-UNJ32E 32 25.40 3.56 �

TN100K-UNJ24E 24 25.40 3.56 �

TN100K-UNJ20E 20 25.40 3.56 �

TN100K-UNJ18E 18 25.40 3.56 �

TN100K-UNJ16E 16 25.40 3.56 �

TN100K-UNJ12E 12 25.40 3.56 �

TN100K-UNJ10E 10 25.40 3.56 �

TN150K-UNJ24E 24 38.10 3.56 �

TN150K-UNJ20E 20 38.10 3.56 �

TN150K-UNJ18E 18 38.10 3.56 �

TN150K-UNJ16E 16 38.10 3.56 �

TN150K-UNJ12E 12 38.10 3.56 �

TN150K-UNJ10E 10 38.10 3.56 �

TN150K-UNJ8E 8 38.10 3.56 �

Item Number Threads per Inch
Inch mm

Insert Length (A) Insert Thickness (B) Stk.

Pin Style Inserts UNJ External

AB

AB

60°

External

Internal5/16P

R max 0.18042P
R min 0.15011P

60°

External

Internal5/16P

R max 0.18042P
R min 0.15011P
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AccuThread 856®

Indexable Threadmills Pin Style Metric & ACME
AM210® coated

®

TN100K-FA12 12 25.40 3.56 �

TN100K-FA10 10 25.40 3.56 �

TN100K-FA8 8 25.40 3.56 �

TN150K-FA12 12 38.10 3.56 �

TN150K-FA10 10 38.10 3.56 �

TN150K-FA8 8 38.10 3.56 �

TN150K-FA6 6 38.10 3.56 �

TN150K-FA5 5 38.10 3.56 �

Item Number Threads per Inch
mm mm

Insert Length (A) Insert Thickness (B) Stk.

TN150K-M2.0I 2.0 38.10 3.56 �

TN150K-M2.5I 2.5 38.10 3.56 �

TN150K-M3.0I 3.0 38.10 3.56 �

TN150K-M3.5I 3.5 38.10 3.56 �

TN150K-M4.0I 4.0 38.10 3.56 �

TN150K-M4.5I 4.5 38.10 3.56 �

TN150K-M5.0I 5.0 38.10 3.56 �

TN150K-M6.0I 6.0 38.10 3.56 �

Item Number Threads per mm
mm mm

Insert Length (A) Insert Thickness (B)
Stk.

Pin Style Inserts Metric Internal

TN150K-M2.0E 2.0 38.10 3.56 �

TN150K-M4.0E 4.0 38.10 3.56 �

TN150K-M4.5E 4.5 38.10 3.56 �

TN150K-M5.0E 5.0 38.10 3.56 �

TN150K-M6.0E 6.0 38.10 3.56 �

Item Number Threads per mm
mm mm

Insert Length (A) Insert Thickness (B)
Stk.

Pin Style Inserts Metric External

AB

AB

AB

60°

External

Internal
1/4P

1/8P

60°

External

Internal
1/4P

1/8P

29°

External

Internal

Pin Style Inserts (Full Profile) ACME Internal & External
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AccuThread 856®

Indexable Threadmill Pin Style Holders®

D

E

C

AB

D

B
F

C

E

A

Item Number

Pin Style Holders UN/NPT/ISO/ACME/API/NPTF/BSP & BSPT (Internal & External)

Insert
Size

Coolant
Port

Shank
Dia (A)

Pilot
Dia (B)

OAL
(C)

Cutter Dia
(UN)

Straight
(D)

Cutter Dia
(NPT)

Tapered
(D)

Insert
Length

(E)
Flutes Screw Pin

THP-0969-2F100M � TN100K- N 25.00 19.05 114.30 24.61 - 25.40 2 TMSS-3 TMP-6
THP-1755-5F100M � TN100K Y 32.00 38.10 101.60 44.58 - 25.40 5 TMSS-2 TMP-1
THP-0932-1F150M � TN150K N 25.00 18.34 114.30 23.67 27.05 38.10 1 TMSS-2 TMP-2
THP-1116-3F150M � TN150K Y 25.00 20.63 114.30 28.35 31.67 38.10 3 TMSS-3 TMP-2
THP-1755-5F150M � TN150K- Y 32.00 38.10 114.30 44.58 47.96 38.10 5 TMSS-2 TMP-2
THP-0969-2F150M � TN150K N 25.00 19.05 114.30 24.61 - 38.10 2 TMSS-3 TMP-6

Stk.

Pin Style Holders (Shell Mill) UN/ISO/ACME/BSP (Internal & External)

Item Number Insert
Size

Body Dia
(A)

Bore Dia
(B)

OAL
(C)

Cutter Dia
(D)

Insert
Length (E)

Slot Width
(F) Flutes Screw PinStk.

TSN-2846-7F150M � TN150K- 63.50 27.00 57.15 72.29 38.10 9.53 7 TMSS-2 TMP-2
TSN-3341-8F150M � TN150K- 76.20 32.00 57.15 84.86 38.10 12.70 8 TMSS-2 TMP-2
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Technical Section - AccuThread 856®

Recommended Cutting Data
Solid Carbide Threadmills

®

Material
Material
Hardness

(BHN)

Material
Machinability

AM210®

M/min

Cutter (mm)

Recommended Feed (mm/tooth)

3 5 6 8 10 12 16 19

100-150 Easy 274 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
150-200 Easy 213 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
200-250 Easy 152 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
85-125 Average 274 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064

125-175 Average 213 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
175-225 Average 183 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
225-275 Average 152 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
125-175 Average 175 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
175-225 Average 152 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
225-275 Average 137 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
275-325 Average 122 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
125-175 Average 175 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
175-225 Average 152 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
225-275 Average 137 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
275-325 Difficult 122 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
325-375 Difficult 114 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
225-300 Average 137 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
300-350 Difficult 122 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
350-400 Difficult 107 0.010 0.013 0.015 0.020 0.025 0.033 0.046 0.051
100-150 Average 183 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
150-250 Average 152 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
250-350 Difficult 137 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
150-200 Difficult 175 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
200-250 Difficult 152 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
140-220 Difficult 37 0.008 0.010 0.015 0.020 0.023 0.025 0.030 0.038
220-310 Difficult 27 0.008 0.010 0.015 0.020 0.023 0.025 0.030 0.038
135-185 Average 160 0.010 0.013 0.015 0.020 0.023 0.025 0.038 0.051
185-275 Difficult 152 0.010 0.013 0.015 0.020 0.023 0.025 0.038 0.051
185-275 Average 91 0.010 0.013 0.015 0.020 0.023 0.025 0.038 0.051
275-325 Difficult 46 0.010 0.013 0.015 0.020 0.023 0.025 0.038 0.051
120-150 Easy 206 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
150-200 Easy 191 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
200-220 Easy 175 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
220-260 Average 152 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064
260-320 Average 145 0.010 0.013 0.018 0.023 0.025 0.038 0.051 0.064

30 Easy 335 0.013 0.015 0.023 0.025 0.038 0.051 0.064 0.076
180 Easy 305 0.013 0.015 0.023 0.025 0.038 0.051 0.064 0.076
120 Easy 191 0.013 0.015 0.023 0.025 0.038 0.051 0.064 0.076

30-125 Easy 335 0.013 0.015 0.023 0.025 0.038 0.051 0.064 0.076

Free Machining Steel

Low Carbon Steel

Medium Carbon Steel

Structural Steel

High Temperature Alloy

Stainless Steel

Stainless Steel PH

Tool Steel

Cast Aluminium

Aluminium, Wrought

Cast Iron

Brass

High Strength Alloy

Alloy Steel

Formulas: Linear Feed Rate = RPM x mm/tooth x No. of Teeth M/min = (RPM x 3.142 x Dia)/1000. RPM = (M/min x 1000) / (Dia x 3.142)
Adjusted Feed Rate (AFR) for Internal Thread Milling = (Thread Major Dia – Cutter Dia) / major Dia) x Linear Feed Rate

The above formula on an internal thread program adjusts the linear feed rate to be applied to the O.D. instead of the centre of the cutting tool.
If the feed rate is not adjusted, the excessive feed rate will cause the thread mill cutting edges to fail.
Example of an Internal Thread Feed Rate Calculation: Cast Iron 125 BHN with a ½ - 13 thread form.

Note: Reduce feed and speed by 30% for NPT and NPTF Thread Forms due to tapered cutting action
* Uncoated thread mills are recommended for cast aluminium applications
Refer to recommended pass chart on page 202 when referencing material machinability

Step 1 Step 2 Step 3

RPM=(m/min x 1000)(Dia x 3.142) Linear Feed Rate = RPM x mm/tooth x No of teeth AFR for Internal Thread Milling = (Major Dia-Cutter Dia) / Major Dia) x
Linear Feed Rate

RPM=(152 x 1000)(8.89 x 3.142) Linear Feed Rate = 5442 x 0.038 x 4 AFR for Internal Thread Milling = (12.7 – 8.89) / 12.7) x 827.18

RPM=5442 Linear Feed Rate = 827.18 mm/min AFR for Internal Thread Milling = 248.15mm/min
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100-150 Easy 274 0.02 0.03 0.03 0.04 0.05 0.06 0.08
150-200 Easy 213 0.02 0.03 0.03 0.04 0.05 0.06 0.08
200-250 Easy 152 0.02 0.03 0.03 0.04 0.05 0.06 0.08
85-125 Average 274 0.02 0.03 0.03 0.04 0.05 0.06 0.08
125-175 Average 213 0.02 0.03 0.03 0.04 0.05 0.06 0.08
175-225 Average 183 0.02 0.03 0.03 0.04 0.05 0.06 0.08
225-275 Average 152 0.02 0.03 0.03 0.04 0.05 0.06 0.08
125-175 Average 175 0.02 0.02 0.03 0.03 0.04 0.05 0.06
175-225 Average 152 0.02 0.02 0.03 0.03 0.04 0.05 0.06
225-275 Average 137 0.02 0.02 0.03 0.03 0.04 0.05 0.06
275-325 Average 122 0.02 0.02 0.03 0.03 0.04 0.05 0.06
125-175 Average 175 0.01 0.02 0.03 0.03 0.04 0.05 0.06
175-225 Average 152 0.01 0.02 0.03 0.03 0.04 0.05 0.06
225-275 Average 137 0.01 0.02 0.03 0.03 0.04 0.05 0.06
275-325 Difficult 122 0.01 0.02 0.03 0.03 0.04 0.05 0.06
325-375 Difficult 114 0.01 0.02 0.03 0.03 0.04 0.05 0.06
225-300 Average 137 0.01 0.02 0.03 0.03 0.04 0.05 0.06
300-350 Difficult 122 0.01 0.02 0.03 0.03 0.04 0.05 0.06
350-400 Difficult 107 0.01 0.02 0.03 0.03 0.04 0.05 0.06
100-150 Average 183 0.02 0.03 0.03 0.04 0.05 0.06 0.08
150-250 Average 152 0.02 0.03 0.03 0.04 0.05 0.06 0.08
250-350 Difficult 137 0.02 0.03 0.03 0.04 0.05 0.06 0.08
150-200 Difficult 175 0.01 0.03 0.03 0.04 0.05 0.06 0.08
200-250 Difficult 152 0.01 0.03 0.03 0.04 0.05 0.06 0.08
140-220 Difficult 37 0.01 0.02 0.02 0.03 0.04 0.05 0.06
220-310 Difficult 27 0.01 0.02 0.02 0.03 0.04 0.05 0.06
135-185 Average 160 0.01 0.02 0.02 0.04 0.04 0.05 0.06
185-275 Difficult 152 0.01 0.02 0.02 0.04 0.04 0.05 0.06
185-275 Average 91 0.01 0.02 0.02 0.04 0.04 0.05 0.06
275-325 Difficult 46 0.01 0.02 0.02 0.04 0.04 0.05 0.06
120-150 Easy 206 0.02 0.03 0.04 0.05 0.08 0.10 0.13
150-200 Easy 191 0.02 0.03 0.04 0.05 0.08 0.10 0.13
200-220 Easy 175 0.02 0.03 0.04 0.05 0.08 0.10 0.13
220-260 Average 152 0.02 0.03 0.04 0.05 0.08 0.10 0.13
260-320 Average 145 0.02 0.03 0.04 0.05 0.08 0.10 0.13

30 Easy 335 0.04 0.05 0.06 0.08 0.10 0.13 0.15
180 Easy 305 0.04 0.05 0.06 0.08 0.10 0.13 0.15
120 Easy 191 0.03 0.05 0.06 0.08 0.10 0.13 0.15

30-125 Easy 335 0.05 0.06 0.08 0.10 0.11 0.14 0.17
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Technical Section - AccuThread 856®

Recommended Cutting Data
Indexable Threadmills

®

Material
Material
Hardness

(BHN)

Material
Machinability

AM210®

M/min

Cutter Diameter (Metric)

Number of Flutes) 1 1 1&2 3 5 7 8

9.53-
12.7

12.70-
19.05

19.05-
25.40

25.40-
38.10

38.10-
50.80

50.80-
69.85

69.85-
88.90

Chipload per Tooth (mm per tooth)

Formulas: Linear Feed Rate = RPM x mm/tooth x No. of Teeth M/min = (RPM x 3.142 x Dia)/1000. RPM = (M/min x 1000) / (Dia x 3.142)
Adjusted Feed Rate (AFR) for Internal Thread Milling = (Thread Major Dia – Cutter Dia) / major Dia) x Linear Feed Rate

The above formula on an internal thread program adjusts the linear feed rate to be applied to the O.D. instead of the centre of the cutting tool.
If the feed rate is not adjusted, the excessive feed rate will cause the thread mill cutting edges to fail.

Note: Reduce feed and speed by 30% for NPT and NPTF Thread Forms due to tapered cutting action
* Uncoated thread mills are recommended for cast aluminium applications
Refer to recommended pass chart on page 202 when referencing material machinability

Free Machining Steel

Low Carbon Steel

Medium Carbon Steel

Structural Steel

High Temperature Alloy

Stainless Steel

Stainless Steel PH

Tool Steel

Cast Aluminium

Aluminium, Wrought

Cast Iron

Brass

High Strength Alloy

Alloy Steel
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®

• Thread Milling can be easily accomplished with simple G code programming

• If your machine is capable of 3 axis (Helical) Interpolation, you can and should be thread milling

• Basic programming of a one pass thread mill can be achieved in 6 basic steps (see below)

Using the information below, the values can be calculated

Incremental Program for 1 Pass Thread Mill

Maj. Thread Diameter (mm) 11.112 Major diameter of thread (7/16 = 0.4375”)
Threads Per Inch 20 Number of threads per inch (20 is from 7/16-20 designation)
Length of Thread (mm) 12.7 Desired length of thread
M/min Surface Speed 145 Recommended surface speed for material to be cut
Feed Per Flute (mm/tooth) 0.0635 Recommended feet rate per cutting edge
Number of Flutes 4 Number of flutes on tool to be used
Tool Diameter (mm) 8.509 Diameter of cutting tool

Pitch (mm) 1.27 = 25.4/Threads Per Inch
RPM 5419 (m/min / Tool Dia) x 318
Linear Feed (mm/min) 1376.43 RPM x Feed Per Flute x Number of Flutes
Feed Rate for Thread Milling 322.43 Linear Feed x (Maj Thread Dia – Tool Dia) / Maj Thread Dia
Z axis move for full thread 12.86 (Pitch / 8) + Length Of Thread
Z axis move on Arc On 0.16 (Pitch / 8)
Arc On/Off Value 0.650 (Maj Thread Dia – Tool Dia) / 4
Full Rotation Value 1.302 (Maj Thread Dia – Tool Dia) 2

The following are examples of how to calculate and program a 7/16-20 right hand thread that will be 1/2“ deep
and produced in one pass

Maj Thread Dia. 11.112
Cutter Diameter 8.509
Length Of Thread 12.7

Feed Rate For Thread Milling 322.43
Z axis Depth for Full Thread 12.86
Z axis Move for Arc On/Off 0.16

Arc On/Off 0.65
Full Rotation Value 1.302
Pitch Value 1.27

1 N10 S 5416 MO3
Absolute position in rapid to centre of hole in X and Y, then rapid to Z0 (level with surface of hole) (assumed to be X0, Y0, Z0 for
demonstration purposes). To be done by customer.

N20 G90 G00 X 0.0000 Y 0.000
N30 Z 0.000

Switch to incremental positioning and high feed to (Z axis depth for full thread).
2 N40 G91 G01 Z – 12.860 F 1270

Activate left diameter compensation for tool number 1 (‘D’ needs to be whatever tool number you are using) and feed to (arc on/off
position) at 25% (feed rate for thread milling).

3 N50 G41 G01 X 0.650 Y 0.650 D1 F 80.600
CCW arc to full rotation from the arc on position at the calculated thread milling feedrate moving Z up (+) 1/8 pitch value (Z axis move
up for arc on/off). X and Y positions are the incremental distance from where tool is to where it will be after arc (arc on/off value). I is
the incremental X value of center of rotation from where tool currently is (arc on/off value multiplied by –1). J is the incremental Y value
from current tool position to centre of rotation.

N60 G03 X –0.650 Y 0.650 Z 0.160 I -0.650 J 0.00 F 322.43
One complete CCW arc from the full arc rotation position at the calculated thread milling feed rate moving Z up (positive pitch value).
I and J values are calculated the same as above. I will be 0.0 and J will be (full rotation value multiplied by –1).

4 N70 G03 X 0.0000 Y 0.0000 Z 1.270 I 0.000 J -1.302 F 322.43
CCW arc from full rotation diameter to arc off position at double the calculated thread milling feed rate moving Z up (+) 1/8 pitch value
(Z axis move up for arc on/off). I and J values.

5 N80 G03 X –0.650 Y -0.650 Z 0.160 I 0.000 J -0.650 F 644.12
Shut off cutter comp and move from arc off position to centre of hole in X (arc on/off value multiplied by –1) and Y (arc on/off value
multiplied by –1) at high feed rate.

N90 G40 G01 X 0.650 Y -0.650
Rapid Z up incremental value (length of thread – all Z values in G03 arc commands).

6 N100 GO0 Z 11.270
Switch back to absolute positioning and rapid to a safe point in Z above part level (assumed to be 25mm above part level for
demonstration purposes).

N110 G90 GO0 Z 25.000

1
N10-N30
Preparatory commands
Positioning above hole
center and at hole level
in Z in absolute position
mode

2
N40
Change to incremental
mode Feed to bottom of
hole (Z axis depth for
full thread)

3
N50-N60
Activate left cutter
comp Feed to arc on
position Arc to full
rotation value while
moving Z up 1/8 pitch (Z
axis move for arc on)

4
N70
One complete CCW
rotation at full arc
rotation value while
moving Z up 1 pitch
value

5
N80-N90
CCW are from full
rotation value to the arc
on/off value while
moving Z up 1/8 pitch (Z
axis move for arc on)

6
N100-N110
Rapid up in Z
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Technical Section
Pass Chart & Threadmilling Formulas®

1/16 NPT 1 1 2
1/8 NPT 1 1 2
¼ NPT 1 1 2
3/8 NPT 1 1 2
½ NPT 1 2 3
¾ NPT 1 2 3
1 NPT 1 2 3

1-1/4 NPT 1 2 3
1-1/2 NPT 1 2 3

2 NPT 1 2 3
2-1/2 NPT 2 3 4

3 NPT 2 3 4
3-1/2 NPT 2 3 4

4 NPT 2 3 4
5 NPT 2 3 4
6 NPT 2 3 4

Thread Size
Materials

Number of Passes NPT/NPTF

Easy to Machine Average to Machine Difficult to Machine

#2-56 1 1 2
#4-40 1 1 2
#5-40 1 1 2
#6-32 1 1 2
#8-32 1 1 2
#10-32 1 1 2
#10-24 1 1 2
#12-28 1 1 2
#12-24 1 1 2
¼-28 1 2 3
¼-20 1 2 3

5/16-24 1 2 3
5/16-18 1 2 3
¾-24 1 2 3
3/8-16 1 2 3
7/16-20 1 2 3
7/16-14 1 2 3
½-20 1 2 3
½-13 1 2 3

9-16-18 1 2 3
9-16-2 1 2 3
5/8-18 1 2 3
5/8-11 2 2 4
¾-16 1 2 3
¾-10 2 3 4
7/8-14 1 2 3
7/8-9 2 3 4
1-14 1 2 3
1-10 2 3 4
1-8 2 2 4

1-1/8-7 2 3 4
1-1/4-7 2 3 4
1-3/8-6 2 3 4
1-1/2-6 2 3 4
1-3/4-5 2 3 4
2-4 ½ 2 3 4

1-1/4-4 1/2 2 3 4
2-1/2-4 2 3 4
25-3/4-4 2 3 4

3-4 2 3 4

Thread Size
Materials

Number of Passes UN

Easy Machining Materials: Non-ferrous and leaded steels
Average Machining Materials: Carbon and alloy steels up to 30 Rc.

300 and 400 series stainless
Difficult Machining Materials: Inconels, harder steels, titanium,

17-4PH Stainless

Inch
Based on nominal tap drill diameter. Based on .003” or .0.075mm probable mean oversize

To calculate percent of full thread for given hole diameter:
% Thread = No of Threads per Inch x (Basic Major Dia of thread (Inch) – Drill Hole Size (Inch)

0.0130

Metric
76.93

% Thread = Pitch (mm) * (Basic Major Diameter of thread (mm) - Drill Hole Size (mm)

Easy to Machine Average to Machine Difficult to Machine

M4.5 x .75 1 1 2
M5 x .80 1 1 2
M6 x .75 1 1 2
M6 x 1.0 1 1 2
M8 x .75 1 2 3
M8 x 1.25 1 2 3
M10 x 1.0 1 2 3
M10 x 1.5 1 2 3
M12 x 1.0 1 2 3
M12 x 1.75 1 2 3
M14 x 1.5 1 2 3
M14 x 2.0 1 2 3
M16 x 1.0 1 2 3
M16 x 2.0 1 2 3
M18 x 1.5 1 2 3
M18 x 2.0 1 2 3
M18 x 2.5 2 3 4
M20 x 2.5 2 3 4
M24 x 3.0 2 3 4
M30 x 3.5 2 3 4
M27 x 3.0 2 3 4
M33 x 3.5 2 3 4
M33 x 4.5 2 3 4
M36 x 4.0 2 3 4
M39 x 5.0 2 3 4
M39 x 4.0 2 3 4
M45 x 4.5 2 3 4
M52 x 5.0 2 3 4
M56 x 5.5 2 3 4

Thread Size
Materials

Number of Passes Metric (ISO)

Threadmill Drill Calculation

Easy to Machine Average to Machine Difficult to Machine

Linear Feed Rate = RPM * (mm/tooth x No of flutes)
M/min = (RPM x 3.142 x DIA/1000)
RPM = (m/min x 1000)/DIA x 3.142
AFR = (Major Diameter – Cutter Diameter) / Major Diameter) * Linear Feed Rate
Arc On/Off Value = (Major Diameter – Tool Diameter) / 4
2 Axis Move Full Thread = (Pitch / 8) + Length of Thread
2 Axis Move Arc On = (Pitch / 8)

Thread Milling Formulas

# 2 2.18

# 3 2.51

# 4 2.84

# 5 3.17

# 6 3.35

# 8 4.16

# 10 4.83

# 12 5.49

Major Thread Diameter for # Drills
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Technical Section
Thread Specification and Drill Chart ®

Based on nominal tap drill diameter. Based on .003” or 0.075mm
probable mean oversize.

To calculate percent of full thread for a given hole diameter

% Thread = # of Threads per Inch *
Basic Major Diameter Drill Hole
Of thread (inch) - Size (inch)

.0130

2-56 50 - 0.0700
3-56 45 - 0.0820
4-40 43 3/32” 0.0890
¼-40 38 - 0.1015
5-40 38 - 0.1015
6-40 33 - 0.1130

M4x0.7 3.4mm - 0.133
M4x0.75 3.4mm - 0.1338

8-32 29 - 0.1360
8-40 28 - 0.1405

3/16-24 26 - 0.1470
10-24 25 5/32” 0.1495

3/16-32 22 - 0.1570
10-32 21 5/32” 0.1590

M5-0.8 4.2mm - 0.1653
M5-0.9 4.3mm - 0.1693
12-24 16 11/64” 0.1770
12-28 14 3/16” 0.1820
12-32 13 - 0.1850
14-20 10 - 0.1935
¼-20 7 13/64” 0.2010
14-24 7 - 0.2010

M6-1.0 5.2mm - 0.2047
¼-24 4 - 02090
¼-28 3 7/32” 0.2130
¼-32 7/32” 7/32” 0.2188
¼-40 1 - 0.2280

M7-1.0 6.1mm 15/64” 0.2401
5/16-18 F 17/64” 0.2570
M8-1.25 6.9mm 17/64” 0.2716
5/16-24 I - 0.2720
M8-1.0 7.1mm - 0.2795
5/16-32 9/32” 9/32” 0.2812
M9-1.25 7.9mm - 0.3110
3/8-16 5/16” 5/16” 0.3125
M9-1.0 8.1mm - 0.3189
M9-0.75 8.3mm - 0.3268
3/8-24 Q 21/64” 0.3320

M10-1.5 8.7mm - 0.3425
M10-1.25 8.9mm 11/32” 0.3503
M10-1.0 9.1mm - 0.3583
7/16-14 U 23/64” 0.3680
M11-1.5 9.7mm - 0.3818
7/16-20 25/64” 25/64” 0.3906

M12-1.75 10.5mm - 0.4133
M12-1.5 10.7mm 27/64” 0.4212

½-13 27/64” 27/64” 0.4291
M12-1.25 10.9mm 27/64” 0.4291

Thread
Specification

Uses this
drill

Closest
Fraction

Decimal
Inches

½-20 29/64” 29/64” 0.4531
½-24 29/64” 29/64” 0.4531

M14-2.0 12.2mm - 0.4803
9/16-12 31/64” 31/64” 0.4844
M14-1.5 12.7mm - 0.4999
M14-1.25 12.8mm - 0.5039
9/16-18 33/64” 33/64” 0.5156
5/8-11 17/32” 17/32” 0.5312

M16-2.0 14.2mm 35/64” 0.5590
5/8-18 37/64” 37/64” 0.5781

M16-1.5 14.7mm - 0.5787
11/16-11 19/32” 19/32” 0.5938
M18-2.5 15.8mm 39/64” 0.5220
11/16-16 5/8” 5/8” 0.6250
3/4-10 21/32” 21/32” 0.6562

M18-1.5 16.8mm - 0.6614
3/4-16 11/16” 11/16” 0.6875

M20-2.5 17.8mm 11/16” 0.7008
7/8-9 49/64” 49/64” 0.7656
7/8-14 13/16” 13/16” 0.8125

M22-1.5 20.9mm - 0.8228
7/8-18 53/64” 53/64” 0.8281

M24-3.0 21.4mm 53/64” 0.8425
1-8 7/8” 7/8” 0.8750

M24-2.0 22.3mm - 0.8779
1-12 59/64” 59/64” 0.9219
1-14 15/16” 15/16” 0.9375

1-1/8-7 63/64” 63/64” 0.9844
1-1/8-12 1-3/64” 1-3/64” 1.0469
1-1/4-7 1-7/64” 1-7/64” 1.1094
1-1/4-12 1-11/64” 1-11/64” 1.1719
1-3/8-6 1-7/32” 1-7/32” 1.2188
1-3/8-12 1-19/64” 1-19/64” 1.2969
1-1/2-6 1-11/32” 1-11/32” 1.3438
1-1/2-12 1-27/64” 1-27/4” 1.4219

Thread
Specification

Uses this
drill

Closest
Fraction

Decimal
Inches

1/8-27 NPT R - 0.3390
¼-18 NPT 7/16” 7/16” 0.4375
3/8-18 NPT 37/64” 37/64” 0.5781
½-14 NPT 45-64” 45/64” 0.7031
¾-14 NPT 59/64” 59/64” 0.9219

1-11-1/2 NPT 1-5/32” 1-5/32” 1.1562
1-1/4-11.5 NPT 1-1/2” 1-1/2” 1.5000
1-1/2-11.5 NPT 1-47/64” 1-47/64” 1.7344

2-11.5 NPT 2-7/32” 2-7/32” 2.2188

Thread
Specification

Uses this
drill

Closest
Fraction

Decimal
Inches

Major Thread Diameter for # Drills

% Thread =
76.93

Pitch (mm) *

Basic Major Diameter Drill Hole
Of thread (mm) - Size (mm)
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Technical Section
Thread Milling methods®

External Internal

Right hand thread -
conventional milling

Left hand thread -
conventional milling

Right hand thread -
climb milling

Left hand thread -
climb milling

Right hand thread -
conventional milling

Left hand thread -
conventional milling

Right hand thread -
climb milling

Left hand thread -
climb milling
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Technical Section
G Codes & Troubleshooting Guide ®

% Recognition Code (ISO or EIA), +End of tape H Tool length compensation number
G00 Rapid Traverse D Tool radius compensation number
G01 Linear interpolation X X coordinate
G02 Circular/Helical interpolation CW Y Y coordinate
G03 Circular/Helical interpolation CCW Z Z coordinate
G40 Cutter radius compensation cancel R Radius of travel
G41 Cutter radius compensation left I X coordinate to centre of starting arc travel
G42 Cutter radius compensation right J Y coordinate to centre of starting arc travel
G43 Tool length compensation + M3 Spindle clockwise rotation
G49 Tool length compensation cancel M5 Spindle stop
G57 Work coordinate system selection M30 Programme end & rewind
G90 Absolute command relative to work coordinate origin O Programme number
G91 Incremental command relative to tool position N Block number (can be avoided)
F Feed mm/min ( Start of comment
S Spindle speed RPM ) End of comment

Problem Possible cause Solution

Code CodeDescription Description

G codes (ISO) for CNC Programme

Troubleshooting guide

GO NOGO

Increased
insert flank

wear

Cutting speed too high Reduce cutting speed

Chip is too thin Increase feed rate

Insufficient coolant Increase coolant flow rate

Incorrect cutting speed Change cutting speed

Feed rate is too high Reduce the feed

Profile is too deep Execute two passes, each with increased
cutting depth / Execute two passes, each
cutting only half the thread length

Thread length is too long Execute two passes, each cutting only half
the thread length

Tool deflection Reduce feed rate / execute a “ZERO” cut

Chip is too thick Reduce feed rate / use the tangential arc
method / increase RPM

Vibration Check stability

Chipping of
cutting edge

Material
build up on
the cutting

edge

Chatter/
vibration

Insufficient
thread

accuracy
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Technical Section
Troubleshooting Guide®

1. Refer to the catalogue to ensure proper tool selection.
2. Verify the correct speed was selected from the catalogue speed

and feed chart.
3. Verify the correct feed rate was selected from the catalogue

speed and feed chart.
4. Increase the spindle speed (RPM)
5. Decrease the spindle speed (RPM)
6. Increase the feed per tooth (mmpt)
7. Decrease the feed per tooth (mmpt)
8. Investigate other coatings
9. Increase the tool helix.
10. Gauge run out between thread mill and tool holder.
11. Perform tool change at quicker intervals.
12. Adjust the feed rate ratio properly to the correct actual penetration

rate for internal threads. Refer to page 202 for formula.
13. Use hydraulic clamping chuck.
14. Check the tool for excessive wear, beginning threads will wear

the fastest.
15. Make the amount of overhang in the holding device as short

as possible.

16. Verify the work piece is being properly clamped, retighten or
increase stability if necessary

17. Increase the coolant flow and volume
18. Check the milling program variables, especially the positive or

negative value associated with I and J values.
19. Make sure the machine tool has the appropriate axis and path

speed capabilities.
20. Make sure the thread mill is arcing in the major diameter instead

of making a radial move.
21. Make sure the machine tool had helical interpolation option and

that is “on”
22. Increase the number of thread mill passes.
23. Make sure the cutter comparison variables are input into the G41.
24. Adjust the program for pipe tap threads to taper out on diameter

in X/Y directions to create proper form.
25. Request information from the machine tool builder regarding its

programming formats.
26. Fax a copy of your programme to Allied Maxcut Engineering

Department at (+44) 1384 408372

Cause
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Incorrect tool selection 1 1

Incorrect speed and feed selection 2,3 2,3 2,3 2,3

RPM too high 5

RPM too low 4 4 4

Machine tool specifications restricts RPM’s 5,19

Feed rate too high 7 7 7 7 7

Feed rate too low 6

Incorrect adjusted feed rate adjustment ratio 12

Machine tool specification restrict feed rate 7,19

Ramp-in is programmed as an axial move 20 20

Thread mill moved or slipped in its holding device 13 13 13 13 13 13

Tool is sticking out of the holder too far 15 15 15 15 15 15 15

Run out between thread mill and holder 10 10

Incorrect coating creating built up edge 8,17 8,17

Helix angle too low 9 9

Excessive thread mill wear 11 11

Excessive tool pressure 7,11,14 7,11,14

Work piece moving in its fixturing 16 16 16 16 16 16

Insufficient coolant pressure or flow 17 17

Lack of machine rigidity 16 16 16 16 16

Incorrect number of passes 22 22

Incorrect program variables 18,26 18,26

Didn’t account for X/Y radial moves for tapered threads 24,26

Incorrect cutter compensation variables 23,26 23,26

Helical interpolation option not on machine or turned “off” 21,26 21,26

Machine tool control is not formatted to standard EIA/ASC11/ISO Code 25,26
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®

• Custom designed for specificic
applications and requirements

• Complete control over all elements
of the cutting tool design

• Eliminates expensive additional
cutting operations

• Reduces cost per hole

Features and Benefits

Special Tooling

AMEC’s ‘Special Products’ solutions provide

engineers, designers and production managers

with the opportunity of creating application

specific tooling that can achieve levels of

efficiency and performance beyond standard

hole making solutions. Although the variety

of applications is virtually limitless, this

section provides a guide to AMEC’s special

tooling service and some of the options that

are available.

CONTENTS

Special tooling solutions Page 208

Insta-Quote Page 209

Insta-Quote user guide Page 210

Engineered specials Page 213

Guaranteed application request Page 214
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Special Tooling Solutions
®

Tooling design – scope, choice and
versatility

AMEC’s reputation has been built on innovation,
precision and product performance together with the
ability to deliver outstanding results across an
exceptional array of industry sectors and production
environments.

While the scope of options available within our standard
drilling and hole making product range is incredibly
wide, covering different holder styles, shank variations
and lengths, as well as a comprehensive range of insert
geometries and grades for different materials, there are
some situations where off-the-shelf tooling is just the
start point.

Recognising this need for dedicated or ‘special purpose’
tooling, for more than 10 years AMEC® has offered a
‘special products’ service where application specific tool
holders and inserts can be conceived, specified and
manufactured to meet the precise needs of a particular
production operation.

Also, as technology has developed and the benefits of
custom tooling have driven higher demand, the need for a
faster turnaround from design to delivery has also
increased.

As a result, over the years, we have continually evolved and
developed our special products service, where custom
tooling drawings are now produced from the tool
specification online in just 60 seconds after the details have
been keyed in by the customer. In addition, detailed
production quotations are created in just a few minutes.

Our experience of producing special tooling is unrivalled
and has been generated over many years of dealing with
demanding engineering, manufacturing and production
specifications in a diverse range of industries.

The experience we gain in every application is used as a
knowledge resource that we utilise for the benefit of our
customers, when looking to create special tooling solutions.
Often considerations, such as machine type, stability, age,
choice of speeds and feeds available, can have an influence
on how the final tool is manufactured to ensure the
required performance levels are delivered.

Our dedicated team of specialist designers and technical
engineers ensure that all aspects are considered when
designing and manufacturing individual tooling tailored to
specific jobs and machining applications.

The sheer diversity of products, manufacturing operations
and industry sectors means that there is always a way to
improve productivity, extend tool life or reduce
manufacturing costs. For countless companies, AMEC’s
‘standard’ product range is already helping them achieve
these goals, while for others, our special tooling has helped
take their manufacturing processes to yet another level.

To meet this level of demand and diversity, the AMEC®

special products programme allows customers to change
virtually every parameter in the tool design layout and
configuration, which includes: -

Whatever the application, specification and requirements,
the complete flexibility of the AMEC® special tooling
programme provides the widest choice and scope to ensure
virtually any production requirement can be achieved.

• Special holder diameters

• Special length holders

• Drill lengths up to 60 x diameter

• Stepped and combination tooling for multiple
operations

• Flute type, style and design

• Optional shank types

• Through coolant options

• Tooling for interrupted cuts incorporating wear pads
or support bearings

• Dedicated deep hole drilling solutions including twin
tube BT-A types

• Unique insert geometries, cutting forms and profiles

• AccuPort 432® specials for multiple operations

Expertise and experience
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Insta-QuoteTM

®

Special tooling in an instant.

Insta-Quote™ is the most powerful, flexible and rapid method available of obtaining special AMEC tool holders and insert
quotations on demand online. Already in widespread use across Europe, Insta-Quote is available to all account holders in
Euro (€) and Stirling (£) currencies.

By logging on to www.alliedmaxcut.com and following the easy to navigate and simple prompts, in around 60 seconds,
Insta-Quote™ will not only produce a price, for the manufacture of the special tool holders and inserts needed, but also
produce the tool production drawings, which can be viewed on screen in a choice of formats.

When specifying special tooling, via Insta-Quote online, a wide range of parameters are available for selection as below.

Tool holder options

• One step ICS

• Two step ICS

• Three step ICS

• Chrome helix

• Guided T-A®

• Chrome bushing

• Special length

• Shank style

• Thru spindle coolant
options

• Hole profile

• IC insert styles

• Coating options
(Chrome plated or
Black oxide)

One Step ICS Chrome Bushing Guided T-A® Special Length

Chrome Helix GEN3SYS® Two Step ICS GEN3SYS® Three Step ICS

Flat Bottom

Spur Point Special Angle Spot & Chamfer

Double Angle Ball Nose Step Blade

Insert options

• Lip geometry
options

• Web geometry
options

• Chipbreaker
geometry options

• Corner options

• Regrinding options

• Substrate options

• Coating options

• Custom drills quoted in minutes...not days!

• Drawings provided in real time on screen, instantly

• Provides the widest variety of special application solutions
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Insta-QuoteTM user guide
®

1.
Complete the ‘Login ID’,
‘Password’ and ‘Attention To’
prompt boxes and hit the Log
In button. Then select the
Insta-Quote™" icon to enter
the programme.

2.
From this screen you can create
your special holder, blade or
edit a previous special quote.

3.
Select the option of either a
special T-A holder or a
GEN3SYS holder and proceed
by clicking on continue

“Click”
on required
option

“Click”
to continue
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Insta-QuoteTM user guide
®

4.
Select the toolholder body
type you require and proceed
by clicking on continue

5.
Complete required dimensions
and proceed by clicking on
continue

6.
Select the shank type you
require and proceed by
clicking on continue

“Click”
to continue

“Click”
to continue

Select body
type

Select
shank type

Complete
required
dimensions

“Click”
to continue
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Insta-QuoteTM user guide
®

7.
Select the shank coolant
options you require and
proceed by clicking on
continue

8.
Complete contact details and
tool reference requirements
and select drawing language,
and proceed by clicking on
quote item

9.
Once you have clicked on
Quote Item, a quotation will
appear as a pdf. This can be
either saved or printed.

You now can select View
Item to obtain your drawing.
The drawing contains all the
relevant dimensions and will
need to be signed off before
manufacturing can begin.

Please note that the drawing is
generic and not to scale.

Select
coolant option

“Click”
Quote Item

“Click”
to continue

Complete
details
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Engineered Specials
®

Total control, complete versatility and
absolute performance

Examples of special engineered products

While Insta-Quote can cover a broad range of special tool
requirements with our ground breaking T-A® and innovative
GEN3SYS® ranges, sometimes a particular application
requires a totally unique solution.

With AMEC® ‘Engineered Specials’ we can provide the
perfect tool, designed to meet every specific detail and
facet of your production requirement. In addition, there
are no product limitations to the service; the entire AMEC®

product range is at your disposal to allow you find the
correct product solution.

Whether it’s a dedicated multi step cartridge tool, a unique
profile insert or an ‘ultra’ diameter ‘Core Drill’, we can engineer a unique cutting tool solution that will not only solve
your particular application, but will also take into consideration, the machine tool it will be used on as well as an array of
other influencing factors.

Once you find the right tool for the job, everything seems to fall into place. Cycle times reduce, productivity improves
and cost per hole drops. With AMEC® engineered specials, you get absolute performance, with complete versatility, yet
you are always in control of the process.
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GEN3SYS® One step ICS GEN3SYS® One step ICS T-A® Custom Form Tool GEN3SYS® Carbide Clad Tool

T-A® Custom Form Tool T-A® Custom Form Tool T-A® Custom Form Tool T-A® Back Chamfering Tool

AccuPort 432® Special T-A® Multi-Step Cartridge Tool Core DrillTM - Special Diameter
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Guaranteed Application Request
Guidelines on use

®

Guidelines for use of the Guaranteed Application Request Form

The request for a Guaranteed Application is a method of proving AMEC tooling on demonstration.

The Guaranteed Application form must be completed as fully as possible and sent to the
Allied Maxcut Technical Department.

Example – Required Information

Contact Details:

Purchase Order Number
Date
Customer Name
Customer Telephone and Fax Number
Proposed Date of the Demonstration
Customer Contact Name

Application Information:

Hole: Diameter, Depth, Finish and Tolerance
Material: Specification, Hardness and Type (Flat/Rounds etc)

Machine and Set-up Information:

Machine: Model, Type, and Power available
Tool: Shank, Stationery or Revolves
Coolant: Type, Volume, Pressure and Through Tool/Flood

Current Drill Information:

Details of current, or previous tooling used on application, and its
performance history

What defines a successful test:

The objective of the demonstration i.e. Decreased Cycle Time, Better Chip Control,
Safer Process, Longer Tool Life and Reduced Cost per Hole

Providing the Allied Maxcut Technical Department have enough information to judge the application,

and its objectives are feasible, the test will be approved.

T-
A

&
G

EN
2

T-
A

G
EN

3S
Y

S
Re

vo
lu

tio
n

&
C

or
e

D
ril

l
A

SC
32

0
So

lid
C

ar
bi

de
A

cc
uP

or
t

43
2

Th
re

ad
M

ill
in

g
Sp

ec
ia

lT
o

o
lin

g



215
+44 (0)1384 400 900 +44 (0)1384 400 105 enquiries@alliedmaxcut.com www.alliedmaxcut.com

Guaranteed Application Request
®

Trial P.O No............................................................................................ Date................... Proposed Test Date...........................................................

Distributor........................................................................................................................... Distributor Contact...........................................................

Customer Name.................................................................................................................. Contact Name..................................................................

APPLICATION INFORMATION

ATTENTION: The following information is required to enable the best combination of tooling to be recommended. Please complete all that apply.

Material Type............................. Specification...................................... Material Hardness............................ BRN RC kg N/mm2

Material Condition Flat Stock Round Stock Tubular Stock Plate

Stacked Plate Hot Rolled Cold Rolled Casting Forging

Hole Diameter.......................... mm Inch Hole Depth ...................................... Thru Hole Blind Hole

Drilled Hole Tolerance Req’d.................................... Drilled Hole RMS Finish Req’d......................................... µInch µMetre

MACHINE AND SET-UP INFORMATION

Machine Tool Type Machining Centre Lathe Boring Mill Transfer Line

Multi-spindle auto Multi spindle drill Radial Arm

Gantry Machine Dial Index Machine Pedestal Drill

Gun Drilling Machine Other

Machine Tool Builder.............................................................................. Model............................................................................................................

Machine Tool Control CNC NC Manual Other..........................................................................

Spindle Orientation Vertical Horizontal Other........................................................................................................

Tool Stationery Revolves

Available Power.......................... KW HP Available Feed Thrust....................... Newtons Lbs

Available Speed.......................... Variable Fixed RPM m/min

Preferred Shank Type Flanged Morse No RCA Lathe Diameter mm Inch

Coolant Type Cutting Oil Water Soluble Oil Air Mist Air Dry

Coolant Pressure........................ Bar PSI

Coolant Flow Rate..................... L/min GPM Coolant Through Tool External

CURRENT DRILL INFORMATION

Drill Manufacturer................................................................................ Part Number..................................................................................................

Drill Type.................................. Twist Brazed Indexable Insert Gun Drill

Removable Tip Other........................................................................................................

Tool Grade HSS Carbide Ceramic Other..........................................................................

Tool Coating Uncoated TiN TiCN TiAlN Other.............................................

Current Speed.......................... RPM M/min Current Feed Rate......................... mm/rev mm/min

Average Number of Holes Drilled New.................................................. After Regrind?...............................................................................................

Reason(s) for Tool Change Wear Chipping Fracture Chatter Burr

Losing Hole Tolerance Losing Chip Control New Application

Other.............................................

What criteria defines a Decreased Cycle Time Better Chip Control Safer Process

successful test Longer Tool Life Reduced Cost per Hole Other.............................................

Potential this application: Current Annual Usage €/£: Tools per Annum?

FOR OFFICE USE ONLY
Application Engineer: Number: Status:

CONTACT DETAILS
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Notes
®
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European Headquarters:
Allied Maxcut Engineering Co. Limited
93 Vantage Point, Pensnett Estate, Kingswinford,
West Midlands, DY6 7FR  England

Tel: +44 (0)1384 400900  
Fax: +44 (0)1384 400105
Email: enquiries@alliedmaxcut.com  
Website: www.alliedmaxcut.com

Global Headquarters:
Allied Machine & Engineering Corp.
120 Deeds Drive - PO Box 36 
Dover, Ohio, 44622-0036 
USA

Tel: +1 330 343-4283  
Fax: +1 330 602-3400 
Website: www.alliedmachine.com

®
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