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Internal Threading Tool (All Inserts Are HSN Coated)

UN Thread Form
Insert

Threading Tool

Threading Tool

175-3002 190-1302 0TE-0250-6.0-.1875 0.1875 6.0 0.1875 7/16
¥ 190-1322 CBCYV-0250-6.0-0250 .216 6.0 .2500 7/16
! I 1 1 1 ! 1/2
! 1 | I 1 ! | 1/2
! I ! 1 1 ! | 9/16
! I | I | ! | 9/16
! I ! | | ! | 5/8
! | | | ! | 5/8

175-3003 190-1313 CYF-0500-6.0-0500 0.44 6.0 0.5 3/4
| 190-1323 CBCYF-0500-6.0-0500 0.44 6.0 0.5 3/4
) 190-1303 0TE-0500-6.0-.4375 0.4375 6.0 0.4375 7/8
| I ! I I | 7/8

175-3004 190-1314 CYF-0625-6.25-0625 0.55 6.25 0.625 1
) 190-1324 CBCYF-0625-6.0-0625 0.55 6.0 0.625 1
| 190-1304 0TE-0625-6.0-5625 0.5625 6.0 0.5625 1
| ! I 1 I ! | 1-1/8
| I I I I ! | 1-1/8
! ! 1 I I ! | 1-1/8
| I I I I ! | 1-1/4
! ! ! ! ! ! | 1-1/4
! ! ! ! ! ! | 1-1/4
! ! ! ! ! ! ! 1-3/8
! ! ! ! ! ! ! 1-3/8
! ! ! ! ! ! | 1-3/8
! ! l ! ! ! ! 1-1/2
! ! ! ! ! ! ! 1-1/2
! ! l ! ! ! ! 1-1/2
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OMNIthread

THAEAD MILLING

Internal Threading Tool (All Inserts Are HSN Coated)

175-3005 190-1315 CYF-1250-7.5-1250 1125 7.5 2.25 1.25
I 190-1325 CYF-1250-10.0-1250 1125 10.0 3 1.25 2.
190-1305 0TM-1.250-8.0-1000 1
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Suggested Speeds And Feeds

Material

1. Steel
2. Medium Carbon &
Alloy Steels

3. Medium Carbon &

Alloy Steels

4. Stainless Steels

5. Stainless Steels

6. Stainless Steels

7. Nickel

8. Titanium

9. Cast Iron

10. Non-Ferrous

Class

Plain and Low
Carbon to 22 HRc

Carbon and Alloys to
32 HRc

Carbon and Alloys
32 HRc to 42 HRc

Austentic
Martensitic
Precipitation

Hardening

Nickel
Base Aloys

Titanium Alloys
Gray, Malleable &
Ductile

Low Si Cast &
Aluminum

Tool Shank Diameter and Number of Flutes

SFPM and Feed, Inches per Tooth

1/4”
2

600
.004

575
.003

525
.004

525
.0015

550
.0015

300
.001

120
.001

100
.001

600
.0015

1,700
.003

5/16”
2

600
.005

575
.003

525
.005

525
.0015

550
.0015

300
.0015

120
.001

100
.001

600
.002

1,700
.003

3/8”
2

600
.005

575
.003

525
.005

525
.002

550
.002

300
.0015

120
.0015

100
.0015

600
.003

1,700
.004

1/2”

600
.006

575
.004

525
.006

525
.003

550
.003

300
.002

120
.002

100
.002

600
.004

1,700
.005

AYETEMSES OO .

3/4”

600
.006

575
.004

525
.006

525
.004

550
.004

300
.002

120
.002

100
.002

600
.004

1,700
.005
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OMNIthread

THAEAD MILLING

ISO Thread Form

¥
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Internal Threading Tool

A

175-1030 190-2092 0TM-06-150-12 5 46 150 12 45 12 1,75
\ 4 {, 4 ¥ 150 J d 16 2
4 4 4 4 d 150 d L 18 2,5
175-1003 190-1113 CYF-12-150-12 10,8 46 150 12 44 20 25
4 190-1123 CBCYF-12-150-12 10,8 52 150 12 50 22 25
4 190-1103 0TM-12-150-11 11 na 150 11 100 24 3
4 4 4 4 d 150 d 4 27 3
175-1004 190-1114 CYF-16-160-16 14,4 50 160 16 48 30 3,5
4 190-1124 CBCYF-16-150-16 14,4 52 150 16 50 33 3,5
¥ 190-1104 0TM-16-150-14 14 na 150 14 100 36 4
4 4 ) 4 d 150 d d 39 4
& ) 3 & l 150 0 ) 42 4,5
4 4 d 4 J 150 J d 45 4,5
175-1005 190-1115 CYF-30/32-250-32 28,6 76 250 32 72 48 5
U 190-1105 0TM-30/32-200-23 25 na 200 25 150 52 5
4 & 4 4 J 200 3 4 56 5,5
4 4 4 4 U 200 U 4 60 5,5
4 3 J 4 { 200 J, 4 64 6
4 ) 4 4 J, 200 J, 4 68 6

8.02mm 14.77mm 20.09mm

: c 1.?2mm 1.111mm : ‘ 178mm : 3.1I5mm

60> b 60> > 60>< P 60>< > T
L1.47mm @ ‘«1.78mm | ! ‘k267mm I ! ‘%4.32mm
M20-M27 M30-M45 ISO Thread Form
M12-M18 IS0 Thread Form IS0 Thread Form Internal
ISO Th 3 d'F Internal Internal Threading Tool
I;Z: k. ol Threading Tool Threading Tool



Material

1. Steel
2. Medium Carbon &
Alloy Steels

3. Medium Carbon &

Alloy Steels

4. Stainless Steels

5. Stainless Steels

6. Stainless Steels

7. Nickel

8. Titanium

9. Cast Iron

10. Non-Ferrous

Class

Plain and Low
Carbon to 22 HRc

Carbon and Alloys to
32 HRe

Carbon and Alloys
32 HRc to 42 HRc

Austentic

Martensitic

Precipitation

Hardening

Nickel
Base Aloys

Titanium Alloys
Gray, Malleable &
Ductile

Low Si Cast &
Aluminum

Cutting Spe

6mm
2

185
0,075

175
0,050

160
0,075

160
0,025

165
0,025

90
0,025

36
0,012

30
0,012

185
0,038

500
0,050

ed and Feed
8mm

2

185
0,100

175
0,075

160
0,100

160
0,038

165
0,038

90
0,025

36
0,025

30
0,025

185
0,038

500
0,075

per Toot

10mm
2

185
0,125

175
0,075

160
0,125

160
0,038

165
0,038

90
0,038

36
0,025

30
0,025

185
0,050

500
0,075

12mm

185
0,125

175
0,075

160
0,125

160
0,050

165
0,050

90
0,038

36
0,038

30
0,038

185
0,075

500
0,100

16mm

185
0,150

175
0,125

160
0,150

160
0,075

165
0,075

90
0,050

36
0,050

30
0,050

185
0,100

500
0,150
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