d milling
cutters

Leader in process reliability
and thread quality



THE GUHRING
THREAD MILLING CUTTER TYPES

W TM Thread milling cutters without chamfer
Mt M - .

= thread milling without chamfer up to max. 2.5xD
= standard thread profile, pitch-bound

= application up to <565 HRC

= Thread types: M, MF, UNC, G, Rp, NPT, NPTF

St TMC Thread milling cutters with 45° chamfer

= for the machining of chamfer 45° and thread
in one working step up to max. 2.5xD

= standard thread profile, pitch-bound

= application up to <55 HRC

= Thread types: M, MF, UNC, UNF, G, Rp

i — TMU Universal thread milling cutters
“—‘M«m\m

= with corrected thread profile

= cross-dimension, pitch-bound

= universal range of applications up to <55 HRC

= new thread types
Internal threads: M, MF, UNC, UNF, UNEF, UNS, UN, G, Rp, Rc, NPT, NPTF
External threads: M, MF, G

w DTMC Drill thread milling cutters

= for complete machining of core hole,
chamfer 45° and thread in one working step

= standard thread profile, pitch-bound

* Thread types: M

SC-TMC Thread milling cutters with 45° chamfer

= for the machining of chamfer 45° and thread
in one working step up to max. 2xD

= standard thread profile, pitch-bound

= increased numbers of flutes

= optimised cutting edge geometry

= Thread types: M, MF




h———ﬁ‘ SC-MTMS3 Micro thread milling cutters

= thread milling up to max. 4xD
counterclockwise M4 = standard thread profile, pitch-bound
= increased numbers of flutes

= optimised cutting edge geometry

= application up to <55 HRC

= Thread types: M, UNC, UNF

RN — MTMS3 Micro thread milling cutters

= circular thread milling up to max. 3xD

= standard thread profile, pitch-bound

= application up to <55 HRC

= Thread types: M, UNC, UNF, G, Rp, MJ, UNJC, UNJF

— el MTM1 Micro thread milling cutters

= circular thread milling up to max. 3xD

= universal application with corrected thread profile
= application up to <55 HRC

= Thread types: M, MF

% MTMHS3 Micro thread milling cutters

= circular thread milling 2.5xD (counterclockwise M4) and 3xD
= standard thread profile, pitch-bound

= suitable for hardened steels up to HRC 66

= Thread types: M

:m MTMHS3-Z Circular thread milling cutters

= for complete machining of core hole and thread
counterclockwise M4 in one working step

= standard thread profile, pitch-bound

= suitable for hardened steels up to HRC 66

= Thread types: M, MF, UNC, UNF, G, Rp



Compass Thread milling cutters

Thread depth =2xD =2.5xD =1.5xD =2xD =2.5xD universal

Type| TMSP | TMSP | TMSP | TMSP | TMSP | TM SP |TMC SP|TMC SP|TMC SP|TMC SP|TMC SP|TMC SP|TMU SP|TMU SP

siece) @ | @O | O | ©O O © O© 6 6 6 6 6 6 6

Coolant supply IX ] ] ] |1 ] ] ] ] ] ] |1 ]

Shank form HA HB HA HB HA HB HA HB HA HB HA HB HA HB

Through holes
and blind holes

Thread type Art. no./page

4132 | 4133 | 3737 | 3743 | 3735 | 3740 | 3525 | 3543 | 3526 | 3544 | 3759 | 3760 | 3541 | 3556

M P. 21 P. 21 P. 21 P. 21 P. 24 P. 24 P. 26 P. 26 P.28 P. 28 P. 31 P. 31 P. 33 P. 33
MF 3737 | 3743 3527 | 3545 | 3528 | 3546 | 3762 | 3763 | 3541 | 3556
P. 21 P. 21 P. 26 P. 26 P. 29 P.29 P. 31 P: 31 P233 P. 33
UNGC 4134 | 4135 3516 | 3534 | 3517 | 3535 3595 | 3596
P.22 P. 22 P.27 P.27 P. 29 P.29 P. 35 P. 35
UNF 4136 | 4137 3518 | 3536 | 3519 | 3537 3595 | 3596
P. 22 p. 22 P.27 P.27 P. 30 P. 30 P. 35 P. 35
3595 | 3596
UNEF P. 35 P. 35
3595 | 3596
UNS P. 35 P. 35
UN-8/UN-12/UN-16/UN-20 1;52? 1;52?
G [BSP] 3745 | 3748 | 3746 | 3750 | 3514 | 3529 | 3515 | 3533 | 3765 | 3766 | 3542 | 3557
P.23 P.23 P. 25 P. 25 P.28 P.28 P. 30 P. 30 P. 32 P. 32 P. 35 P. 35
Rp [BSPP] 3745 | 3748 | 3746 | 3750 | 3514 | 3529 | 3515 | 3533 | 3765 | 3766 | 3542 | 3557
P P.23 P. 23 P. 25 P. 25 P. 28 P. 28 P. 30 P. 30 P. 32 P. 32 P. 35 P. 35
NPT 3753 | 3754 3768 | 3769
P.23 P. 23 P. 36 P. 36
3756 | 3757 3772 | 3773
NPTF P.24 P. 24 P. 37 P. 37
Rc [BSPT, PT] g7;lg
EGM
EG UNC [STI] EG threads can be produced with every thread milling cutter types and dimensions
EG UNF [STI]
MJ
UNJC
UNJF
Suitable lubricant e O O | o |  oe /e O 0O O | Oe o/e | 0Oe | C/e | Ce

O=Ar @=Neatoil (@ =Solubleoil []=dry
. . . . ° ° . . ° . . ° . .



