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MLT1001L * | @ |Pitch 1.5—2.0| 7 |5 — |238| — | 0.1 |MLT type
1401L * | ® [Pitch 1.5—25(11.8 |65 | — [476| — | 0.1 F
2 2001L * | @ |Pitch 1.5—35(16.89.03| — [6.35| — | 0.1 o -“¢
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MLG1012L ° 1.2 7 |5 1.0 |238] 01 | — |MLG..L 0
1015L ° 15 7 |5 |10|238|01 | — LS
1020L ° 2 7 |5 1.0 |2.38| 01 | — a2
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o MLG1415L ° 15 11865 | 20 |476] 0.1 | — |MLG...L 0
© 1420L o 2 11865 | 20 [476] 01 | — L8
1430L ° 3 11865 | 20 476 0.1 | — Hw*‘shg
2020L ° 2 16.89.03| 3.0 [6.35| 0.1 | — ¢ I
2030L ° 3 16.8 /19.03| 3.0 |6.35| 0.1 | — c o
2040L ° 4 16.8 |9.03| 3.0 [6.35| 0.1 | — ' 20°
[ STANDARD OF DEPTH @ METRIC SCREW THREAD
OF CUT P (Pitch) 0.75 | 1.00 | 1.25 | 1.50 | 1.75 | 2.00 | 250 | 3.00 | 3.50
h1 043 | 058 | 0.72 | 0.87 | 1.01 | 1.15 | 1.44 | 1.73 | 2.02
@ The chart on the right shows the cutting h2 0.38 | 051 | 0.63 | 0.76 | 0.88 | 1.01 | 1.21 | 151 | 1.77
fneeﬁtrf‘css‘g‘:wn t’:}‘f‘ec:("g'lng internal ISO r (Nose Radius)| 0.05 | 0.07 | 0.09 | 011 | 013 | 014 | 0.18 | 022 | 025
@ When using cermet grades or cutting 1| 010 | 015 | 018 | 0.20 | 023 | 0.25 | 0.25 0.25 0.30
stainless steel, please increase the 2( 010 | 013 | 0.15 | 020 | 0.20 | 0.20 | 0.22 0.25 0.25
number of passes by 2—3 times. 3| 010 | 010 | 012 | 015 | 020 | 0.15 | 020 | 022 | 0.22
@ 4| 008 | 010 | 012 | 015 | 0.15 | 0.15 | 020 | 020 | 0.20
@ 5| 005 | 005 | 0.10 | 010 | 010 | 0.15 | 0.15 | 0.20 | 0.20
o 6 0.05 | 0.05 | 0.07 | 0.08 | 010 | 010 | 0.15 | 0.20
§ 7 005 | 010 | 010 | 0.12 | 0.15
X X <X T E |8 005 | 0.10 | 010 | 0.15
/\ 82z z 9 0.07 | 0.10 | 0.10
| 10 0.05 | 009 | 0.10
P 3l 11 0.05 | 0.10
12 0.05

(Note) The first pass causes a high load on the cutting edge.
In order to avoid damage, keep the depth of cut to 0.4—0.5mm maximum.
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