THREADING

Korloy threading tools are available for machining various shapes of thread at
various pitches while ensuring high quality performances
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D Threading Code System

E R H 10 (N) - 11 (C)

Holder type Hand of insert Name Height of shank Shim Insert size (mm) Clamping system
o Holder type 9 Height of shank 6 Insert size (mm)
E: For External I: For Internal 1 [ -External
L © 8,10, 12, 16, 20, 11:d = 6.35
y 25, 32, 40, 50
16: d = 9.525
e Hand of insert - Internal 25 d = 127
- 10, 12, 13, 16, 20,
27:d = 15.875

25, 32, 49, 50, 60

R: Right handed L: Left handed

«Refer to the specification for shank
diameter information

e Name
R

e Shim .

0 Clmaping system
Sl (C)

H: Holder

No code: Shim required
N: No shim required

No code: Screw on system
C: Clamp on system

Threading insert code system

E R M 16 - 15 1ISO
e 2 e s S e ———

Insert type Hand of insert Chip breaker Insert size (mm) Pitch Type
o Insert type 0 Insert size (mm) 6 Type
11:d =635 Partial profile 60°
E: External thread  I: Internal thread 16:d = 9.525 Partial Profile 55°
22-d = 12.7 ISO Metric (Full Profile)
American UN (Full Profile) UN, UNC, UNF, UNEF
27:d = 15.875 Whitworth (Full Profile) BSW, BSF, BSP
Hand of insert British Standard Pipe thread (Full Profile) BSPT
e - Insert National Pipe Thread (Full Profile) NPT
shape National Pipe Threads-Dryseal (Full Profile) NPTF
<ER/IR> < ERM/IRM > Round DIN 405
. Ri . Trapez DIN 103
R: Right handed  L: Left handed
'ght hande et hande Pitch American ACME
& UNJ
Chip breaker " Fullprofile Partial profile Amgrlcan Butress
e mm ipi e i British Buttress
B 035-60 723 A 0515 48-16 Metric Buttress-Sagengewinde
AG 05-3.0 488 API ,
] ) G 1.75-3.0 14-8 AP| Buttress CaSIng
M: With chip breaker N 3550 7.5 API Round Casing & Tubing
Q 556.0 454 EL-Extreme Line Casing

Threading




D Special features

External thread

Athread on the external
surface of a cylinder screw or cone

Depth of thread

The distance between the crest and root
measured from normal to the axis

Pitch
The distance between the corresponding
points on adjacent thread forms measured

External

thread
I B

Technical Information for Threading D

Major diameter
The largest diameter of a screw thread

Pitch diameter

On a straight thread, the diameter of an
imaginary cylinder, the surface of which cuts
the thread forms where the width of the
thread and groove are equal

Minor diameter
The smallest diameter of a screw thread

Helix angle

parallel to the axis. This distance can be
defined in millimeters or by the tpi (threads
per inch), which is the reciprocal of the pitch

For a straight thread, where the lead of the
thread and the pitch diameter circle
circumference form a right angled triangle, the
helix angle is the angle opposite of the lead

Nominal diameter

The diameter of which the diameter limits are
derived by the application of deviation
allowances and tolerances

Straight thread
Athread formed on a cylinder

Internal thread
Athread on the internal surface of a cylinder or cone

L'eft handed thread Right handed thread

Taper thread
Athread formed on a cone

The helix angle (3)

Helix angle(B\)u Lead (1)

—_—
7 X Pitch diamiter (D)

A thread which, when viewed axially,
winds in a counter clockwise and
receding direction. All left handed
threads are designated LH

Athread which, when viewed axially,
winds in a clockwise and receding
direction. Threads are always right
handed unless they are specified

For a straight thread, where the lead of the thread
and the pitch diameter circle circumference form a
right angled triangle, the helix angle is the angle
opposite of the lead

D Machining a multi-start thread

« Athread in which the lead is an integral multiple, greater than one, of the pitch. A multi-start thread permits a
more rapid advance without a coarser (larger) thread form

First start machined Second start machined Third start machined (Final, 3 starts thread)

&\%

Pitch

D Insert profile style

Partial profile

Full profile

Full profile for fine pitches

WA

The V partial profile insert cuts
without topping the outer diameter
of the thread. The same insert
can be used for a range of
different thread pitches which
have a common thread angle

The full profile insert will form a
complete thread profile including
the crest. For every thread pitch
and standard, a separate insert
is required

The full profile for Fine Pitches
will form a complete thread

The topping of the outer diameter
is generated by second tooth

Semifull

The Semi profile insert will form
a complete thread including crest
radius but without topping the
outer diameter Mainly used for
trapezoidal profiles

Threading




D Technical Information for Threading

D Thread turning method

Thread Inserts & Tool holder Rotation Feed direction Helix method Drawing no.
. EX RH Counter clockwise Towards chuck Regular
Right Hand Externa :
EX LH Clockwise From chuck Reversed
. IN LH Counter clockwise Towards chuck Regular
Right Hand Internal ;
IN LH Clockwise From chuck Reversed
EX LH Clockwise Towards chuck Regular
Left Hand External -
EX RH Counter clockwise From chuck Reversed 6|
IN LH Clockwise Towards chuck Regular
Left Hand Internal -
IN RH Counter clockwise From chuck Reversed 8]
External RH thread External LH thread
=) = ]
2
==
Internal RH thread Internal LH thread
)
)
- =
¢ |

Helix angle diagram
Pitch P* Pitch P*
B b = (mm] . ¥ ltol] gt
r‘\ r Feed towards % 12 ‘ ‘ ‘ ~
~ A ) the chuck S 1 [ —
¢ T | Special
T % 10 Toolholders/
D Standard S g o 3
l # helix angle _(:3) = - 8 /
,,,,, = 35
/ o o 7 -
LN g — i B / 4
15 shim ! g 5 5 / / z51.5
Standard toolholder | angle S / |1 .
pocket angle c T 4
S // ] !
88 ¢ H
<E e :
N e ) 4
+ The helix angle is calculated - 0 Pitch diameter [mm]  —f 5=
by the following formula: Feed towards 2 ) 50 100 150 20 |,
the tailstock § 2 @
o _PXN % = - ™ 1
g=tan XD S 3 N 9
Reversed % Gl = 4 7
=8 helix angle ° .QE> N 6
B: Helix angle (°) ST 2 E 2 N 5.
. H (LS .
P: Pitch (mm) 5 AR i ™ §5
N: No. of starts Standard toolholder gﬂg]’e s 8 8 ™~ ‘
i i pocket angle 5 B N 3
D: Pitch diameter (mm) 23 9 N
T B | .
Lead =P x N § § 1? S‘pem‘al T‘oolh‘olde‘rs 25
=
The dimension H1 (cutting | = il RN 225
+ The helix angle can also be edge height) remains £ B=-2 p=-1
found f he di bel constant with every insert/
ound from the diagram below shim combination * For Multi-start threads, use the lead value instead of the pitch

Threading




Technical Information for Threading D

2 Thread infeed method

Infeed Application
PN f Radial infeed is the simplest and quickest method
; + When the pitch ller than 16 t
Badlal . Foremnat:riz: \?vitésssrg?t ;:i San P The feed is perpendicular to the turning axis, and both
A infeed “F  with hardened Ps | flanks of the insert perform the cutting operation
0 or work with hardened materia Radial infeed is recommended in 3 cases
+ When the thread pitch is greater than 16 tpi.
Flank infeed Using the radial method,the effective cutting edge
(modified) length is too large, resulting in chatter. for TRAPEZ Flank infeed is recommended in the following cases
- and ACME. The radial method results in three
X cutting edges, making chip flow very difficult
Alternate ) LZE&;??:Z&’:Q?ZZ;TZE?; ;Zuglljltytig; thgr:azank& Use of the alternate flank method is recommended
flank infeed | Alternate flank infeed requires more complicated Iespecr;:lllly in large pitches and for materials with
'Y programming, and is not available on all lathes ong chips
D Shim
d 9.525 12.7 15.875
i Insert
-E ATE (External) ATI (Through) 2 size
@ 2 L 16 22 27
T =)
© c
o] ©
£ x Holder ER(L)H IR(L)H ER(L)H IR(L)H ER(L)H IR(L)H
& )
* Ordering code ATE16 ATI16 ATE22 ATI22 ATE27 ATI27
% Standard shim has lead angle 1.5°
D Application grade
Available
Grade Features insert type
* For chip breaker type only
» Stable machining on a wide application due to fine-grained carbide ERM/IRM
PC5300 Universal grade substrate with balanced heat resistance and toughness (Insert with Chip
* Excellent wear resistance and oxidation resistance due to AiTN coating film breaker)
Outstanding performance on high speed machining
o * Atough sub-micron substrate with TiAIN coating provides good
PC3030T Specialized grade fracture toughness and excellent wear resistance ER/IR
for threading inserts . . (Ground insert)
* Outstanding performance on STS and hard to cut materials
PC9070 Specialized grade | < Strong wear resistance in stainless machining thanks to multilayer E/IR
for threading inserts PVD coatings (Ground insert)

D Recommended cutting speed as per workpiece (vc)
Workpiece ‘ P R R R R R R R R R #

Carbon steel, Alloy steel, - pes0
Cast Steel - Ppc3osoT

Stainless steel, 1265300 |
M Heat resistant steel, PC3030T |
Titanium alloy steel PC9070 |

Carbon Iron, Aluminum, - om0
Cast Steel, Copper - PC33T




D Technical Information for Threading

D Recommended cutting speed as per workpiece (vc)

. Hardness brinell vc (m/min)
Workpiece HB
(HB) PC3030T PC9070 PC5300
Low carbon (C=0.1-0.25 %) 125 115~190 110~190
Carbon steel Medium carbon (C=0.25-0.55 %) 150 100~175 100~165
High carbon (C=0.55-0.85 %) 170 90~155 90~155
Non-hardened 180 100~180 100~180
Low alloy steel
) Hardened 275 75~140 75~140
(alloying elements < 5%)
Hardened 350 70~135 70~135
High a“oy steel Annealed 200 80~120 80~120
(alloying elements > 5%) Hardened 325 50~100 50~100
Low alloy (alloying elements <5%) 200 70~130 70~130
Cast steel - -
High alloy (alloying elements >5%) 225 60~120 60~120
i . Non-hardened 200 70~130 70~150 70~130
Stainless steel ferritic
Hardened 330 50~95 60~125 50~95
) . Austenitic 180 80~120 90~160 80~120
Stainless steel austenitic -
Super austenitic 200 30~100 40~120 30~100
Stainless steel cast Non-hardened 200 90~120 90~150 90~120
ferritic Hardened 330 65~110 65~120 65~110
M Stainless steel cast Austenitic 200 85~110 85~120 85~110
austenitic Hardened 330 60~100 60~110 60~100
Annealed (Iron based) 200 45~60 45~60
. Aged (Iron based) 280 30~50 30~50
High temperature alloy -
Annealed (Nickel or Cobalt based) 250 20~30 20~30
Aged (Nickel or Cobalt based) 350 15~25 15~25
o 99.5% pure Titanium 400Rm 140~170 140~170
Titanium alloy —
Titanium alloy 1050Rm 50~70 50~70
Extra hard steel Hardened & tempered 55HRC 45~60 45~60
) Ferritic (short chips) 130 70~120 70~120
Malleable cast iron — -
Pearlitic (long chips) 230 70~120 70~120
. Low tensile strength 180 70~130 70~130
Gray cast iron - -
High tensile strength 260 60~100 60~100
i Ferritic 160 125~160 125~160
Nodular SG iron —
Pearlitic 260 90~120 90~120
: Non-aging 60 100~250 100~250
Aluminum alloy wrought
Aged 100 80~180 80~180
Cast 75 200~400 200~400
Aluminum alloy Cast & aged 90 200~280 200~280
Cast Si 13-22% 130 60~150 60~180
Copper and Brass 90 80~120 80~210
copper alloy Bronze and non-leaded copper 100 80~120 80~210

D Calculation of n [RPM]

o
ve x 1000 axDxn — n: Revolution Per Minute [min™']
Ve = l ve: Cutting Speed [m/min]
VC

D: Workpiece Diameter [mm]

axD - 1000

D Number of passes

mm 0.50 0.75 1.00 1.25 1.50 1.75 2.00 2.50 3.00 3.50 4.00 4.50 5.00 5.50 6.00 8.00

Pitch

tpi 48 32 24 20 16 14 12 10 8 7 6 55 5 4.5 4 3

No. of passes 4~6 4~7 4~8 5~9 6~10 7~12 7~12 8~14 9~16 | 10~18 | 11~18 | 11~19 | 12~20 | 12~20 | 12~20 | 15~24

% One cutting depth is calculated by total cutting depth divided into machining times
ex) ER16-1.51SO, hmin 0.92: If 10 times machining, one cutting depth is 0.092 (0.92/10)

Threading




D Step by step thread turning

Application

M40 x 2.5

+ Material: 4140 (25 HRC)

n Choose the thread turning method

==

Feed direction towards the chuck was chosen
Therefore an external right hand insert and an external right
hand holder will be used

B Choose the tool holder

I i

S w
I3
L
h
}ﬁ} Chosen tool holder: ERH 25-16
Insert size Ordering code Dimensions (mm)
d RH (Right Hand) | H=h W S L 0
9.525 ERH25-16 25 25 25 153.6 30

B Choose the correct shim

Technical Information for Threading

» Thread: External right hand ISO metric M40x2.5

E Choose the insert size

Chosen insert: ER16-2.5 ISO

Insert size | Pitch | Ordering code Shim
Tool holder
d mm | RH (Right Hand) | RH (Right Hand)
9.525 25 ER16-2.51SO ATE16 ERHOIC-16

n Determine the helix angle

Pitch Pitch P
mm] 5 4 3 =2 [tpi] 6="
i ~
1o Special 275
Toolholders
" 25
10 /
9 3
8 / 35
N {5
6 .
501/ / 5
6
4 / 7
5 /4% %
Y/ 14
1 i
0 p=0°
50 100 150

200
Pitch diameter (mm)

From the table, using a pitch of 2.5 mm(10 tpi) and a workpiece
diameter of 40 mm (1.57"), we find the helix angle to be 1.5°

n Choose the carbide grade and cutting speed

Resultant Helix angle 15°
d 9.525
Insert size
L 16
Ordering code ATE16

ve (m/min)
Workpiece HB
PC3030T
Non-hardened 180 85~145
qu oyt Hardened 275 75~140
(alloying elements < 5%)
Hardened 350 70~135

+ Carbide grade chosen: PC3030T
« Cutting speed: 140 m/min

B summay

Determine the number of passes
mm

1.50 1.75 2.00 2.50 3.00 3.50 4.00
Pitch

tpi 16 14 12 10 8 7 6
No.of passes 6~10 | 7~12 | 7~12 | 8~14 | 9~16 | 10~18 | 11~18

+ Carbide grade chosen: PC3030T
« Cutting speed: 140 m/min

Thread type 1SO M40 x 2.5 External right hand
1. Feed direction Towards the chuck
2. Insert and grade ER16-2.51SO, PC3030T
3. Tool holder ERH25-16
4. Helix angle 1.5°
5. Shim ATE16
6. Cutting speed 140 m/min
7. Number of passes 10

Threading




D Technical Information

for Threading

D Cutting condition depending on

= //; EZ
Material type : /;A ’/// _
) Coolant Coolant type ;%
Material dimension E :ID
L—>
Workpiece
Erl]ia;f:;t’c:rc a;?alftr;gr;th %2 \@ Holder cross section area - 3
Material hardness hiEC Holder overhang M
HB Overhang
Holders
External or internal M IW Through coolant option
e | gV:V can SRR =
: Il
application Profile shape [\_/—\_/—\_ Shank type: Carbide, alloy,
Surface finish v/7 Carbide implant grade - M
A A =N
Machine stability Profile shape: Pitch and depth
Insert
N d
Machine Max. RPM ose radius
n ./OA
Clamping system stability Chip breaker style @
D Trouble shooting
Problem Possible cause Solution
Cutting speed too high » Reduce cutting speed/use coated insert
Increased Depth of cut too low/too many passes > Increase the depth of cut per pass
flank wear Unsuitable carbide grade » Use a coated carbide grade
Insufficient cooling > Increase coolant flow rate
N———
Uneven Incorrect helix angle » Choose the correct shim
cutting ) ) )
edge wear Wrong infeed method » Use the alternating flank infeed method
Depth of cut too large > Decrease depth of cut/ increase number of passes
Extreme Insufficient cooling > Increase coolant flow rate
plastic Cutting speed too high > Reduce cutting speed
deformation Unsuitable carbide grade » Use a tougher carbide
Nose radius too small » Use an insert with a larger radius, if possible
Depth of cut too large > Decrease depth of cut/ increase number of passes.
Cutting Extreme plastic deformation > Use a tougher carbide
edge Insufficient cooling > Increase flow rate and/ or correct flow direction
breakage Unsuitable ca rbide grade > Use a tougher carbide
Instability > Check stability of the system
Built-up Incorrect cutting speed » Change the cutting speed
edge Unsuitable carbide grade > Use a coated carbide
The tool is not at the workpiece axis height > Change tool height
Thread profile Insert is not machining the thread crest > Measure the workpiece diameter
is too shallow
Worn insert > Change the cutting edge sooner
Poor Too low cutting speed > Increase cutting speed
W surface Wrong shim > Choose correct shim
quality Flank infeed method is not appropriate > Use the alternate flank or radial infeed method

Threading




Threading Insert with Chip Breaker D

Threading insert with chip breaker

+ Economical insert

+ Good toughness and high accuracy as ground type inserts

+ Exclusive insert design improves chip control

+ New grade for general application of various kinds of workpieces

D Features

Type Ground insert Insert with a chip breaker
C/B Code None None U
Designation ER16-1.51SO ERM16-1.51SO ERM16-1.51SO-U
Machining External Internal External Internal External Internal
Insert
Shape
Chip Shape
Class P.M, KN, S P,M, K P,M, K
Application G-Class M-Class M-Class
. Sr:?o;\?;haa%ii f:\;?elrnsrial;ﬁ; w:ghazuperior + Unique 3 dimensional chip breaker improves . Gr.oove-shapled chip breakgr with superior
p u utting machinability with good chip control chip evacuation lowers cutting load
+ Enables high precision machinin . ini 1~
Features . Applicabl I? P Ih! ina of I I 9 h + Excellent cutting edge treatment technology Reduces machining pass by 10~30%
ofp 51;:2 dse or machining ot various shapes ensures high precision sharp cutting edge + Excellent cutting edge treatment achieves
. o . high precision sharp cutting edge
« Applicable for machining of various
workpieces

D Application examples

KORLOY ERM16-1.51SO [PC3030T] IRM16-2.0ISO [PC3030T]
Competitor tools ER16-1.51SO [A-Maker] IR16-2.0ISO [B-Maker]
Material SCM440 STS304
Workpiece .
Figure
Cutting speed (m/min) 63 120
Cutting Pass 8 9
condition Machining Radial infeed Radial infeed
Pitch 1.5 2.0
Coolant Wet Wet
g A
5 Increased tool life with % S Prevention outbreak
§ 50 good chip breaking R damage of insert due to
2 e [ smooth chip control
8 30 L
Result = 9
’ il S
Lo Lol
PC3030T Competitor A PC3030T Competitor B

Threading




D Thread Insert

Partial profile 60°

Pitch Dimensions (mm)
8 | Designation |5 |5| Designation 5|5 .
o oo oo
H Picture
F| (Righy S5 (Le) 25 mm @) d L r x f
[SANS) (SRS
oo oo
ER 11-A60 |@ |®@ |EL 11-A60 |® 05~1.5 48~16 | 635 11 005 08 09
16-A60 (@ |® 16-A60 |@ 0.5~1.5 48~16 (9525 16 005 08 09 | *—3 ([«
8 16-G60 | ® 16-G60 |®| [1.75-3.0 14~8 |9525 16 027 12 17 % gor el
§ 16-AG60 (@ | @ 16-AG60 | ® 0.5~3.0 48~8 [9525 16 008 12 17 |
o 22-N60 (@ |® 22-N60 |® 35~50  7~5 127 22 053 17 25 i /
27-Q60 (@@ 27-Q60 | @ 55~6.0 4.5~4 (15875 27 064 21 31 / External
IR 11-A60 |®|®||L 11-A60 |®|®| 0.5~1.5 48~16 | 635 11 005 08 09
16-A60 (@ 16-A60 |® 0.5~1.5 48~16 |9525 16 005 08 09
S 16-G60 | ® 16-G60 |®| [1.75~3.0 14~8 |9525 16 016 12 17 o
o 16-AG60 |® | ® 16-AG60 | ® 0.5~3.0 48~8 |9525 16 005 12 17
£ 22-N60 (@ |® 22-N60 | @ 35~5.0 7~5 127 22 030 17 25
27-Q60 (@@ 27-Q60 55~6.0 4.5~4 (15875 27 030 18 27 B
2 Applicable holders D31, D32 ®: Stock item
. . ° .
Partial profile 60° (M chip breaker)
Pitch Dimensions (mm)
2| Designation |5 Designation |5 .
o oo o
H Picture
=S (Right) 28 ey (B (mm) (tpi) d L r x f
(SR &) (&)
oo o
ERM 16-A60 |® 0.5~1.5  48~16 |9525 16 005 08 09
16-G60 | ® 1.75~3.0  14~8 [9525 16 027 12 17 T
8 16-AG60 | ® 05~3.0  48~8 |9525 16 008 12 17 £0
5] 22-N60 | @ 3.5~5.0 7~5 127 22 053 17 25
5
External
IRM 11-A60 |® 0.5~1.5 48~16 | 635 11 008 08 09
16-A60 | @ 05~1.5  48~16 |9525 16 008 08 09 i
S 16-G60 | ® 1.75~3.0 14~8 |9525 16 012 12 17 /.6,\_)
o 16-AG60 | ® 0.5~3.0 48~8 |9525 16 008 12 17
£ 22-N60 |® 3.5~5.0 7~5 127 22 030 17 25
External
2 Applicable holders D31, D32 ®: Stock item
. . ° .
Partial profile 60° (U chip breaker) @
Pitch Dimensions (mm)
8| Designation |5 Designation |5 .
o oo o
H Picture
= (Right) 28 (ef) (2| (mm) (tpi) d L r x f
(SR &) (&)
oo o
ERM 16-AG60-U 0.5~30  48~8 |9525 16 008 12 17
= 60° Internal
E
Q
x
wi
External
IRM 16-AG60-U 0.5~3.0 48~8 [9525 16 008 12 17
. Internal
w 60
£
2
£
2 Applicable holders D31, D32 ®: Stock item
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Thread Insert

Partial profile 55°

Pitch Dimensions (mm)
2 | Designation |5|5| Designation (5|5 .
o oo oo
- Picture
F (Righ) 28 (tef) |S/8 @m) @p) | d L r x f
[SANS) [SANS)
oo oo
ER 11-A55 |@ EL 11-A55 0.5~1.5 48~16 | 635 11 005 08 09
16-A55 |® 16-A55 |@ 0.5~1.5 48~16 | 9525 16 005 08 09
T 16-G55 |® 16-G55 17530 14~8 | 9525 16 021 12 17 g5 IMiemal
5 16-AG55 | ® 16-AG55 | ® 0.5~30 48~8 |9525 16 007 12 17
E 22-N55 |@ 22-N55 35~50 7~5 | 127 22 043 17 25
27-Q55 |® 27-Q55 55~6.0 45~4 (15875 27 060 20 29 R
IR 11-A55 |@ IL 11-A55 |@ 0.5~1.5 48~16 | 635 11 005 08 09
16-A55 |® 16-A55 0.5~1.5 48~16 | 9525 16 005 08 09 —
® 16-G55 |® 16-G55 1.75~3.0 14~8 |9525 16 021 12 17 &
g 16-AG55 | ® 16-AG55 | ® 0.5~3.0 48~8 |9525 16 007 12 17
€ 22-N55 |@ 22-N55 35~50 7~5 | 127 22 043 17 25 ’_\v/_\-/_\
27-Q55 |® 27-Q55 55~6.0 45~4 (15875 27 060 20 29 External
2 Applicable holders D31, D32 ®: Stock item
. . ° .
Partial profile 55° (M chip breaker)
Pitch Dimensions (mm)
8 | Designation |5|o | Designation |5 .
> Picture
& (Righy S/ (Le) S @m) )  d L r x f
[SANS) (&)
o o o
ERM 16-A55 |@ 0.5~1.5  48~16 |9525 16 008 08 09
16-G55 |® 1.75~30 14~8 |9525 16 021 12 17 e
] 16-AG55 | ® 05~3.0  48~8 |9525 16 007 12 17 25
o 22-N55 |@ 3.5~5.0 7~5 127 22 043 17 25
i
External
IRM 11-A55 |@ 05~1.5 48~16 | 635 11 008 08 09
16-A55 |@ 0.5~1.5  48~16 |9525 16 005 08 09 —
S 16-G55 17530 14~8 |9525 16 008 12 17 59
5 16-AG55 | ® 05~3.0  48~8 |9525 16 008 12 17
2
e 22-N55 |@ 3.5~5.0 7~5 127 22 043 17 25
External
2 Applicable holders D31, D32 ®: Stock item
. . ° .
Partial profile 55° (U chip breaker) @
Pitch Dimensions (mm)
8| Designation |5 Designation |5 .
o oo [=]
> Picture
#  (Righy S/ (Le) S @m) )  d L r x f
[SANS) (&)
oo o
ERM 16-AG55-U 05~3.0  48~8 |9525 16 007 12 17
. Internal
£ /‘6‘\_)
c
S
2
1}
External
IRM 16-AG55-U 05~3.0  48~8 [9525 16 008 12 17
. Internal
a 55]
s
9
£

2 Applicable holders D31, D32

®: Stock item

Threading




D Thread Insert

ISO Metric

ol s clel b o Pitch Dimensions (mm)
esignation esignation .
£ C@eny (3|5 et |SIE wm | a L bmn x Picture
g8 g8
ER 11-0.351SO | ® EL 11-0.35I1SO 0.35 635 11 021 08 04
11-041SO | ® 11-0.41SO 0.4 635 11 025 07 04
11-0.45ISO | @ 11-0.45ISO 0.45 635 11 028 07 04
11-0.5I1SO 11-0.5I1SO 0.5 635 11 031 06 04
11-0.61SO 11-0.61SO 0.6 635 11 037 06 06
11-0.71SO | ® 11-0.71SO 0.7 635 11 043 06 06
11-0.75ISO 11-0.75ISO 0.75 635 11 046 06 06
11-0.81ISO | @ 11-0.81SO 0.8 635 11 049 06 06
11-1.01ISO | @ 11-1.01SO 1.0 635 11 061 07 07
11-1.25I1SO (@ | ® 11-1.251SO 1.25 635 11 077 08 09
11-1.51ISO | @ 11-151SO | ® 15 635 11 092 08 10
11-1.75I1SO | @ 11-1.75I1SO 1.75 635 11 1.07 08 1.1
16-0.351S0 16-0.351SO 035 |9525 16 021 08 04 =
16-0.41SO 16-0.41SO 04 |9525 16 025 07 04 vaff o
16-0.45ISO | ® 16-0.451SO 0.45 9525 16 028 07 04 = ‘{* 60°
g 16-0.5I1SO | @ 16-0.51SO | ® 05 9525 16 031 06 04 G /“OJ
& 16-061SO | ® 16-0.61SO 06 |9525 16 037 06 06 g i
] 16-0.71SO | ® 16-0.7ISO 0.7 9525 16 043 06 06 d 1/8P_External
16-0.75ISO | ® 16-0.751SO 0.75 9525 16 046 06 06
16-08I1SO |® | ® 16-0.81SO 0.8 9525 16 049 06 06
16-1.0ISO (e | @ 16-1.0ISO | @ 1.0 9525 16 061 07 07
16-1.251SO (@ | @ 16-1.25I1SO | @ 1.25 9525 16 077 08 0.9
16-151SO |® | ® 16-151SO | @ 15 9525 16 092 08 10
16-1.75I1SO (@ | @ 16-1.75I1SO 1.75 9525 16 107 09 12
16-2.01ISO (@ | @ 16-2.01ISO | @ 2.0 9525 16 123 10 13
16-25I1SO (@ | @ 16-2.51SO | @ 25 9525 16 153 1.1 15
16-3.01ISO (@ |® 16-3.01ISO | @ 30 9525 16 184 12 16
22-351SO (@ | @ 22-351SO | @ 85 127 22 215 16 23
22-401ISO (@ | @ 22-401SO |® 40 127 22 245 16 23
22-45I1SO (@ | @ 22-4.51SO 45 127 22 278 17 24
22-501SO e |e® 22-501SO |® 5.0 127 22 307 17 25
27-5.51SO 27-5.51SO 5.5 15875 27 337 19 27
27-6.01ISO ° 27-6.01ISO 6.0 15875 27 368 20 29
23 Applicable holders D31 ®: Stock item

Threading




Thread Insert D

ISO Metric (M chip breaker)

Pitch Dimensions (mm)
@ . . - . . -
g De5|gnat|on Sls Designation S Picture
F (Right) B (Left) S|  (mm) d L bhmn X f
OO ©
oo o
ERM 16-1.01ISO ® 1.0 9525 16 061 07 07
16-1.25ISO 1.25 9525 16 077 08 09 /4P Internal
S 16-1.5ISO | ® 15 9525 16 093 08 10 60°
§ 16-1.751SO | ® 1.75 9525 16 109 09 12 T
a 16201SO |® 20 9525 16 125 10 13 W
16-2.51SO ® 25 9525 16 155 1. 15 1/8P_External
16-3.01SO [ 30 9525 16 187 12 16
9 Applicable holders D31 ®: Stock item
ISO Metric (U chip breaker) @
Pitch Dimensions (mm)
@ . . — . - =
g De5|g_;nat|on Sls Designation S Picture
F (Right) &R (Left) S|  (mm) d L bhmn X f
OO ©
oo o
ERM 16-1.51SO-U 15 9525 16 093 08 10
16-2.01SO-U 20 9525 16 125 10 13 YR —
[ o
c
S
i)
L|>j h
1/8P External

9 Applicable holders D31

®: Stock item

Threading




D Thread Insert

ISO Metric

ol clel b ol Pitch Dimensions (mm)
esignation esignation .
3 (R?gh‘) 25 ('?e") 25 mm) | d L hmin X f Picture
R ke
IR 11-0.35ISO | @ IL 11-0.35I1SO 0.35 635 11 020 08 03
11-0.4I1SO | @ 11-0.41ISO 0.4 635 11 023 08 04
11-0.45ISO | @ 11-0.451SO 0.45 635 11 026 08 04
11-0.51SO | ® 11-0.51SO | @ 05 635 11 029 06 04
11-06I1SO | @ 11-0.61SO 06 635 11 035 06 06
11-0.71SO | @ 11-0.71SO 0.7 635 11 040 06 06
11-0.75ISO | o 11-0.75ISO | o 0.75 635 11 043 06 06
11-0.81SO 11-0.81SO 0.8 635 11 046 06 06
11-101SO (@@ 11-1.0ISO 1.0 635 11 058 06 07
11-1.25I1SO (@ | @ 11-1.25I1SO | @ 1.25 635 11 072 08 09
11-151SO (e | @ 11-151SO (e | @ 15 635 11 08 08 10
11-1.751SO (e | @ 11-1.75ISO 1.75 635 11 1.01 09 1.1
11-201SO (o | @ 11-2.01ISO | @ 20 635 11 115 09 1.1 ’
11-251SO | @ 11-251SO | @ 25 635 11 144 08 1.1 NN .
16-0.35IS0 | @ 16-0.351S0 035 9525 16 020 08 03 c ﬁr T e
16-0.41SO | @ 16-0.41SO 0.4 9525 16 023 08 04 60
© 16-0.45ISO | @ 16-0.45I1SO 045 [9525 16 026 08 04 B/
g 16-05ISO | @ 16-0.51SO 05 |9525 16 029 06 04 W
£ 16-0.61SO 16-0.61SO 06 |9525 16 035 06 06 /sEMExiems|
16-0.71ISO | @ 16-0.7ISO 0.7 9525 16 040 06 06
16-0.751SO | @ 16-0.751SO 075 |9525 16 043 06 06
16-0.81SO | @ 16-0.8ISO 0.8 9525 16 046 06 06
16-1.0ISO (@ | @ 16-1.0ISO 1.0 9525 16 058 06 07
16-1.25I1SO (@ | ® 16-1.251SO 1.25 9525 16 072 08 0.9
16-1.51SO (@ | @ 16-1.51SO | @ 15 9525 16 087 08 10
16-1.751SO (@ | @ 16-1.751SO 175 9525 16 101 09 12
16-201ISO (o | @ 16-2.01ISO | @ 20 9525 16 115 10 13
16-251SO |eo | @ 16-2.51ISO | @ 25 9525 16 144 1.4 15
16-3.01SO |eo| @ 16-3.01ISO | @ 3.0 9525 16 173 11 15
22-35I1SO (e | @ 22-3.5I1SO 8l 127 22 202 16 23
22-4.01SO (e | @ 22-4.01ISO | o 4.0 127 22 231 16 23
22-45I1SO o | @ 22-4.51SO 45 127 22 260 16 24
22-501SO (@@ 22-5.01SO 5.0 127 22 289 16 23
27-551SO | @ 27-5.51SO 55 15875 27 317 16 23
27-6.01ISO |e@ 27-6.01SO 6.0 15875 27 346 18 25

3 Applicable holders D32

Threading

®: Stock item



Thread Insert D

ISO Metric (M chip breaker)

Pitch Dimensions (mm)
2 Designation = Designation |5 .
o o | o (=]
> Picture
= (Right) g2 ety || @m) | d L hmn X f
OO (3
oo o
IRM 11-1.5ISO L] 15 635 11 08 08 10
16-1.01SO ® 1.0 9525 16 058 06 07
_ 16-1.251SO 1.25 9525 16 072 08 09 1/4p Int%rggl
g 1615150 | ® 15 |95 16 085 08 10
£ 16-1.75I1S0 175 9525 16 101 09 12 B
- 16-2.01SO ® 20 9525 16 112 10 13 e External
16-2.51SO ® 25 9525 16 144 11 15
16-3.0I1SO () 3.0 9525 16 169 11 15
9 Applicable holders D32 @: Stock item
ISO Metric (U chip breaker) @
Pitch Dimensions (mm)
8 Designation 5|o| Designation |5 .
> Picture
= (Right) g2 ef) || @m) | d L hmn X f
OO S
oo o
IRM 16-1.51SO-U 15 9525 16 085 08 10
16-2.01ISO-U 2.0 9525 16 112 10 1.3
1/4P  Internall
® R
c
S
i)
E h
1/8P External

9 Applicable holders D32

®: Stock item

Threading




D Thread Insert

American UN (UN, UNC, UNF, UNEF, UNS)

Pitch Dimensions (mm)
§ Designation § 'é Designation § ',‘E Picture
F (Right) 88 (Left) R 8| (tpi) d L hmn X f
2R 2R
ER 11-72UN | @ EL 11-72UN 72 635 11 022 08 04

11-64UN | @ 11-64UN 64 635 11 024 08 04

11-56UN [ ] 11-56UN 56 635 11 028 07 04

11-48UN | @ 11-48UN 48 635 11 032 06 06

11-44UN | @ 11-44UN 44 635 11 035 06 06

11-40UN | @ 11-40UN 40z [635 11 039 06 06

11-36UN | @ 11-36UN 36 635 11 043 06 06

11-32UN | e 11-32UN 32 635 11 049 06 06

11-28UN | e 11-28UN 28 635 11 056 06 0.7

11-27UN | e 11-27UN 27 635 11 058 07 08

11-24UN | o 11-24UN 24 635 11 065 07 08

11-20UN () 11-20UN 20 635 11 078 08 09

11-18UN | @ 11-18UN 18 635 11 087 08 10

11-16UN | @ 11-16UN 16 635 11 097 09 1.1

11-14UN | o 11-14UN 14 635 11 111 09 11

16-72UN 16-72UN 72 |9525 16 022 08 04

16-64UN 16-64UN 64 9525 16 024 08 04 e

16-56UN 16-56UN 56 |9525 16 028 07 04 j'f T T

16-48UN 16-48UN 48 |9525 16 032 06 06 - 60;
= 16-44UN 16-44UN 44 |9525 16 035 06 06 ﬂ M/_\
£ 16-40UN 16-40UN 40 |9525 16 039 06 06
£ 16-36UN 16-36UN 36 |9525 16 043 06 06 lep o
uw 16-32UN | @ 16-32UN 32 |9525 16 049 06 06

16-28UN 16-28UN 28 9525 16 056 06 07

16-27UN | @ 16-27UN 27 |9525 16 058 07 08

16-24UN |o@ | @ 16-24UN 24 |9525 16 065 07 08

1620UN |(o | @ 16-20UN 20 [9525 16 078 08 09

16-18UN [ BN ) 16-18UN (] 18 9525 16 087 08 1.0

16-16UN |o | @ 16-16UN | @ 16 [9525 16 097 09 1.1

16-14UN |o | @ 16-14UN 14 |9525 16 111 10 12

16-13UN 16-13UN 13 |9525 16 120 10 13

16-12UN |(o | @ 16-12UN 12 9525 16 130 11 14

16-11.5UN | @ 16-11.5UN 115 [9525 16 135 11 15

16-11UN |eo | @ 16-11UN 11 9525 16 142 11 15

16-10UN |o|@ 16-10UN 10 9525 16 156 11 15

16-9UN [ ) 16-9UN 9 9525 16 173 12 17

16-8UN ) 16-8UN 8 9525 16 195 12 16

22-7UN 22-7UN 7 127 22 222 16 23

22-6UN ° 22-6UN 6 127 22 260 16 23

22-5UN ° 22-5UN 5 127 22 312 17 25

27-4.5UN 27-4.5UN 45 (15875 27 346 19 27

27-4UN 27-4UN 4 15875 27 389 21 30

2 Applicable holders D31

Threading

®: Stock item



Thread Insert D

American UN (UN, UNC, UNF, UNEF, UNS)

Pitch Dimensions (mm)
‘é’ Designation § ','-'E Designation 5 'F:’ Picture
F (Right) =2 (Left) QI8 (tpi) d L bhmn X f
28 2R
IR 11-72UN IL 11-72UN 72 635 11 020 08 03

11-64UN 11-64UN 64 635 11 023 08 04

11-56UN 11-56UN 56 635 11 026 07 04

11-48UN 11-48UN 48 635 11 031 06 06

11-44UN 11-44UN 44 635 11 033 06 06

11-40UN 11-40UN 40 635 11 037 06 06

11-36UN 11-36UN 36 635 11 041 06 06

11-32UN 11-32UN 32 635 11 046 06 06

11-28UN 11-28UN 28 635 11 052 06 07

11-27UN 11-27UN 27 635 11 054 07 08

11-24UN 11-24UN 24 635 1 061 07 08

11-20UN ° 11-20UN 20 635 11 073 08 09

11-18UN | @ 11-18UN 18 635 11 081 08 10

11-16UN ° 11-16UN 16 635 11 092 09 1.1

11-14UN 11-14UN 14 635 11 105 09 1.1

11-12UN ° 11-12UN 12 635 11 122 08 1.1

11-11UN | @ 11-11UN | @ 11 635 11 133 08 1.1

16-72UN 16-72UN 72 |9525 16 020 08 03

16-64UN 16-64UN 64 9525 16 023 08 0.4 1/4P Internal

16-56UN 16-56UN 5 9525 16 026 07 04 /W
_ 16-48UN 16-48UN 48 |9525 16 031 06 06 h
g 16-44UN 16-44UN 44 |9525 16 033 06 06 i
.“c.% 16-40UN 16-40UN 40 |9525 16 037 06 06
- 16-36UN 16-36UN 36 9525 16 041 06 06

16-32UN 16-32UN 32 |9525 16 051 06 06

16-28UN | @ 16-28UN 28 |9525 16 052 06 07

16-27UN 16-27UN 27 |9525 16 054 07 08

16-24UN 16-24UN 24 |9525 16 061 07 08

16-20UN | @ 16-20UN 20 |9525 16 073 08 09

16-18UN ° 16-18UN 18 |9525 16 081 08 1.0

16-16UN (o | ® 16-16UN 16 |9525 16 092 09 1.1

16-14UN | @ 16-14UN 14  |9525 16 105 09 12

16-13UN 16-13UN 13 |9525 16 113 10 13

16-12UN (o | @ 16-12UN 12 9525 16 122 11 14

16-11.5UN | @ 16-11.5UN 115 (9525 16 128 11 15

16-11lUN (o | ® 16-11UN 11 9525 16 133 11 15

16-10UN | @ 16-10UN | @ 10 |9525 16 147 11 15

16-9UN ) 16-9UN 9 9525 16 163 12 17

16-8UN oo 16-8UN ° 8 9525 16 183 12 15

22-7UN 22-7UN 7 127 22 209 16 23

22-6UN 22-6UN 6 127 22 244 16 23

22-5UN 22-5UN 5 127 22 293 17 23

27-4.5UN 27-4.5UN 45 [15875 27 326 19 24

27-4UN 27-4UN 4 15875 27 367 21 27
2 Applicable holders D32 ®: Stock item

Threading




D Thread Insert

Whitworth (BSW, BSF, BSP, BSB)

Pitch Dimensions (mm)
§ Designation 5 "c:, Designation § 'F:’ Picture
F (Right) 28 (Left) R (tpi) d L bmn X f
2R 2R
ER 11-72W ° EL 11-72W 72 635 11 023 07 04

11-60W ° 11-60W 60 635 11 027 07 04

11-56W ° 11-56W 56 635 11 029 07 04

11-48W ° 11-48W 48 635 11 034 06 06

11-40W ° 11-40W 40 635 11 041 06 06

11-36W ° 11-36W 36 635 11 045 06 06

11-32wW ° 11-32W 32 635 11 051 06 06

11-28W ° 11-28W 28 635 11 058 06 07

11-26W ° 11-26W 26 635 11 063 07 08

11-24W ° 11-24W 24 635 11 068 07 08

11-22W ° 11-22W 22 635 11 074 08 09

11-20W ° 11-20W 20 635 11 081 08 09

11-19W 11-19W 19 635 11 086 08 1.0

11-18W ° 11-18W 18 635 11 090 08 10

11-16W ° 11-16W 16 635 11 102 09 1.1

11-14W 11-14W 14 635 11 116 10 12

16-72W | @ 16-72W 72 9525 16 023 07 04 .

16-60W | @ 16-60W 60 9525 16 027 07 04 1

16-56W | ® 16-56W 56 |9525 16 020 07 04 jﬁ —

16-48W | @ 16-48W 48 9525 16 034 06 06 - w
§ 16-40W | @ 16-40W 40 9525 16 041 06 06 | ° X N
g 16-36W | @ 16-36W 36 9525 16 045 06 06 ) 'w\
o 16-32W | @ 16-32W 32 9525 16 051 06 06 Ll

16-30W | e 16-30W 30 9525 16 055 06 07

16-28W (@ | @ 16-28W 28 9525 16 058 06 07

1626W | @ 16-26W 26 9525 16 063 07 08

1624W | @ 16-24W 24 9525 16 068 07 08

16-22W | @ 16-22W 22 9525 16 074 08 09

16-20W | @ 16-20W 20 9525 16 081 08 09

16-19W (@ | @ 16-19W 19 9525 16 08 08 1.0

16-18W | @ 16-18W 18 9525 16 090 08 1.0

16-16W | @ 16-16W 16 9525 16 102 09 1.

16-14W |o@ | @ 16-14W 14 9525 16 116 10 12

16-12W | @ 16-12W 12 9525 16 136 11 14

16-11W oo 16-11W 11 9525 16 148 11 15

16-10W | e 16-10W 10 9525 16 163 11 15

16-9W ° 16-9W 9 9525 16 181 12 17

16-8W ° 16-8W 8 9525 16 203 12 15

22-7W ° 22-7W 7 127 22 332 16 23

22-6W ° 22-6W ° 6 127 22 271 16 23

22-5W ° 22-5W 5 127 22 325 17 24

27-45W | @ 27-4.5W 45 15875 27 361 18 26

27-4W 27-4W 4 15875 27 407 20 29

23 Applicable holders D31

Threading

®: Stock item



Thread Insert D

Whitworth (M chip breaker) @

Pitch Dimensions (mm)
@ . . - . . -
g De5|gnat|on Sls Designation S Picture
F (Right) &R (Left) = (tpi) d L bhmn X f
OO ©
oo o
ERM 16-11W [ ] 14 9525 16 116 1.0 1.2
16-14W ® 1 9525 16 148 1.1 15 D gl
® 16-19W ® 19 9525 16 086 08 1.0 ¢
£
Q I
X il
xternal
9 Applicable holders D31 ®: Stock item

Whitworth (U chip breaker) (&Y

Pitch Dimensions (mm)
@ . . — : - -
g De5|g_;nat|on Sls Designation S Picture
F (Right) &R (Left) = (tpi) d L bhmn X f
OO O
oo o
ERM 16-14W-U 14 9525 16 116 1.0 1.2
16-11W-U 1 9525 16 148 1.1 15 D s
© : e
c
S A
Q 3
X (il
w RO.137P
xternal
9 Applicable holders D31 ®: Stock item

Threading




D Thread Insert

Whitworth (BSW, BSF, BSP, BSB)

Pitch Dimensions (mm)
§ Designation 5 "c:, Designation § 'F:’ Picture
F (Right) 28 (Left) S8 (i) d L hmin X f
g8 g8
IR 11-72W ° IL 11-72w 72 635 1 023 07 04

11-60W ° 11-60W 60 635 1 027 07 04

11-56W ° 11-56W 56 635 11 029 07 04

11-48W ° 11-48W 48 635 11 034 06 06

11-40W ° 11-40W 40 635 1 041 06 06

11-36W ° 11-36W 36 635 11 045 06 06

11-32W ° 11-32W 32 635 11 051 06 06

11-28W ° 11-28W 28 635 11 058 06 07

11-26W ° 11-26W 26 635 1 063 07 08

11-24W ° 11-24W 24 635 11 068 07 08

11-22wW ° 11-22W 22 635 11 074 08 09

11-20W 11-20W 20 635 11 081 08 09

11-19W o0 11-19W ° 19 635 11 08 08 10

11-18W ° 11-18W ° 18 635 11 090 08 10

11-16W ° 11-16W ° 16 635 11 102 09 11

11-14W ° 11-14W ° 14 635 11 116 09 11

11-12W ° 11-12W ° 12 635 11 132 09 12 .

16-72W ° 16-72W 72 9525 16 023 07 04 "

16-60W | @ 16-60W 60 |9525 16 027 07 04 N ROIS7. e

16-56W | @ 16-56W 56 9525 16 029 07 04 NL LK
_ 16-48W | @ 16-48W 48 9525 16 034 06 06 N\ IH N
g 16-40W | @ 16-40W 40 |9525 16 041 06 06 ; FOIST tomal
g 16-36W | @ 16-36W 36 |9525 16 045 06 06
- 16-32W ° 16-32W 32 9525 16 051 06 06

16-30W | e 16-30W 30 9525 16 055 06 07

16-28W | o 16-28W 28 9525 16 058 06 07

16-26W | @ 16-26W 26 9525 16 063 07 08

16-24W | o 16-24W 24 9525 16 068 07 08

16-22W | o 16-22W 22 9525 16 074 08 09

1620W | e 16-20W 20 9525 16 081 08 09

16-19W | e 16-19W 19 9525 16 086 08 1.0

16-18W | @ 16-18W 18 9525 16 090 08 1.0

16-16W 16-16W 16 9525 16 102 09 14

16-14W (o | @ 16-14W 14 9525 16 116 10 12

16-12W | o 16-12W 12 9525 16 136 11 14

16-11W o0 16-11W 11 9525 16 148 11 15

16-10W | o 16-10W 10 9525 16 163 11 15

16-9W ° 16-9W 9 9525 16 181 12 17

16-8W ° 16-8W 8 9525 16 203 12 15

22-7W 22-7W 7 127 22 332 16 23

22-6W ° 22-6W 6 127 22 271 16 23

22-5W ° 22-5W 5 127 22 325 17 24

27-45W | @ 27-4.5W 45 |15875 27 361 18 26

27-4W ° 27-4W 4 15875 27 407 20 29
9 Applicable holders D32 ®: Stock item

Threading




Thread Insert D

Whitworth (M chip breaker) @

Pitch Dimensions (mm)
@ . . - . . -
g De5|g_1nat|on Sls Designation S Picture
F (Right) &R (Left) = (tpi) d L bhmn X f
OO ©
oo o
IRM 16-14W 14 9525 16 116 1.0 1.2
16-11W ® 1 9525 16 148 1.1 15
R0.137P Internﬁal
T 55
c
o T
g i
xternal
29 Applicable holders D32 ®: Stock item
Whitworth (U chip breaker) @
Pitch Dimensions (mm)
2 Designation = Designation |5 .
= : 28 2 Picture
= (Right) 212 ey 2| i) d L hmin X f
OO ©
o o o
IRM 16-14W-U 14 9525 16 116 1.0 1.2
16-11W-U 1 9525 16 148 1.1 15
R0.137P  Internal
© 50}
£
- e
c TN
= R0.137P
xternal
2 Applicable holders D32 ®: Stock item

Threading




D Thread Insert

British Standard Pipe Thread (BSPT)

Pitch Dimensions (mm)
§ Designation § 'é Designation § ',‘E Picture
F (Right) 88 (Left) R 8| (tpi) d L hmn X f
R 22
ER 11-28BSPT EL 11-28BSPT 28 635 11 058 06 06
11-19BSPT 11-19BSPT 19 635 11 08 08 09
11-14BSPT 11-14BSPT 14 |63 11 116 09 10 | xy T
| 16-28BSPT 16-28BSPT 28 [9525 16 058 06 06 . S s ™
g 16-19BSPT (@ | @ 16-19BSPT 19 |9525 16 086 08 09 | | e
5 16-14BSPT ° 16-14BSPT 14 |9525 16 116 10 12 N 2/ , N /4
16-11BSPT (@ | @ 16-11BSPT 11 9525 16 148 11 15 T W e emal
IR 11-28BSPT IL 11-28BSPT 28 635 11 058 06 06
11-19BSPT P 11-19BSPT 19 635 11 086 08 09
11-14BSPT ° 11-14BSPT 14 635 11 116 09 10
= 16-28BSPT 16-28BSPT 28 |9525 16 058 06 06
£ 16-19BSPT [® | ® 16-19BSPT 19 9525 16 086 08 09
% 16-14BSPT (@ | @ 16-14BSPT 14 |9525 16 116 10 12
- 16-11BSPT ° 16-11BSPT 1 9525 16 148 11 15
29 Applicable holders D31, D32 ®: Stock item

National Pipe Thread (NPT)

Pitch Dimensions (mm)
§ Designation § ',‘E Designation § 'é Picture
F (Right) &8 (Left) R 8| (tpi) d L hmn X f
2 2R
ER 11-27NPT |e@ EL 11-27NPT 27 635 11 066 07 08

11-18NPT | @ 11-18NPT 18 635 11 101 08 10

11-14NPT | @ 11-14NPT 14 |63 11 133 08 10 xj'**
= 16-27NPT | @ 16-27NPT 27 |9525 16 066 07 08 = 30| 30" —_Internal
g 16-18NPT (@ | ® 16-18NPT 18 |9525 16 101 08 10 |
5 16-14NPT (@ | @ 16-14NPT 14 |9525 16 133 09 12 N

16-11.5NPT | @ 16-11.5NPT 115 |9525 16 164 11 15 -

16-8NPT | @ 16-8NPT 8 9525 16 242 13 18

IR 11-27NPT |e@ IL 11-27NPT 27 635 11 066 07 08

11-18NPT | @ 11-18NPT 18 635 11 101 08 10

11-14NPT (@ | @ 11-14NPT | @ 14 |635 11 133 08 10 e
= 16-27NPT | @ 16-27NPT 27 |9525 16 066 07 08 ﬁr — In;ernal
£ 16-18NPT | @ 16-18NPT 18 |9525 16 101 08 10 :
g 16-14NPT (@ | @ 16-14NPT 14 |9525 16 133 09 12 NP/
- 16-11.5NPT | @ | ® 16-11.5NPT | @ 15 |9525 16 164 11 15 \ /

16-8NPT 16-8NPT | @ 8 |9525 16 242 13 18 ’
9 Applicable holders D31, D32 ®: Stock item

Threading




Thread Insert D

National Pipe Threads-Dryseal (NPTF)

Pitch Dimensions (mm)
‘é’ Designation 5 :‘:’ Designation § E’ Picture
F (Right) 28 (Left) R 8| (i) d L hmn X f
2R R
ER 11-27NPTF EL 11-27NPTF 27 635 11 064 07 08
11-18NPTF 11-18NPTF 18 635 11 100 08 10 .
11-14NPTF 11-14NPTF 14 |63 11 135 08 10 | , ||

= 16-27NPTF 16-27NPTF 27 9525 16 064 07 08 ﬁ't7 30°| 30° Internal

GE, 16-18NPTF | ® 16-18NPTF 18 9525 16 100 08 10 | :

E 16-14NPTF 16-14NPTF 14 |9525 16 135 09 12 TR N D /
16-11.5NPTF 16-11.5NPTF 15 [9525 16 163 11 15 140 s
16-8NPTF 16-8NPTF | ® 8 9525 16 238 13 18 ’

IR 11-27NPTF IL 11-27NPTF 27 635 11 064 07 08
11-18NPTF 11-18NPTF 18 635 11 100 08 10 i
11-14NPTF 11-14NPTF 14 635 11 135 08 1.0 rx

= 16-27NPTF 16-27NPTF 27 9525 16 064 07 08 LA 30°| 30° Internal

£ 16-18NPTF 16-18NPTF 18 |9525 16 100 08 10 h

*"é 16-14NPTF 16-14NPTF 14  |9525 16 135 09 12 N -

= 16-11.5NPTF 16-11.5NPTF 15 |9525 16 163 11 15 . AN ema
16-8NPTF 16-8NPTF 8 |9525 16 238 13 18 ’

9 Applicable holders D31, D32 ®: Stock item

Round DIN 405

Pitch Dimensions (mm)
‘é’ Desig_;nation § ',‘E Designation § "E Picture
F (Right) 28 (Left) S8 (i) d L bmn X f
£ 2R
ER 16-10RD EL 16-10RD 10 |9525 16 127 11 12
16-8RD ° 16-8RD 8 9525 16 159 14 13
166RD | ® 16-6RD 6 |9525 16 212 15 17 | xT

= 22-6RD 22-6RD 6 |127 22 212 15 17 J =

£ 224RD | ® 22-4RD 4 127 22 318 22 23| | ,f@ T\

5 27-4RD 27-4RD 4 15875 27 318 22 23 I/ TW

g R0.22104P/ Eyiermal
IR 16-10RD IL 16-10RD 10 |9525 16 127 11 12
16-8RD 16-8RD 8 9525 16 159 14 14
16-6RD ° 16-6RD 6 9525 16 212 14 15 '*rx

= 22-6RD 22-6RD 6 127 22 212 15 17 A R0.22104p Internal

g 22-4RD [ ] 22-4RD 4 127 22 318 22 23 7 il )

t 27-4RD 27-4RD 4 15875 27 318 22 23 \

- 3 R0.22104P/ External

2 Applicable holders D31, D32 ®: Stock item

Threading




D Thread Insert

Trapez DIN 103 (TR)

Pitch Dimensions (mm)
§ Designation § 'é Designation § ',‘E Picture
F (Right) 88 (Left) S8 (mm | d L hmn X f
2R 2R
ER 11-1.5TR |e@ EL 11-15TR |e 15 [635 11 090 08 09
16-1.5TR 16-1.5TR 15 9525 16 090 10 1.1 ;
16-20TR | @ 16-20TR | @ 20 9525 16 125 11 13 xj'*’*
= 16-3.0TR |(o|® 16-3.0TR | 30 (9525 16 175 13 15 A 3o Internal
g 22.40TR |@|@® 22-40TR |e@ 40 | 127 22 225 17 18 | | g h
X 2250TR |e|e@ 2250TR | e 50 |127 22 275 21 25 /)
2760TR |e®|e® 2760TR | e 60 |15875 27 350 23 27 = External
IR 11-1.5TR IL 11-15TR |e 15 | 635 11 090 08 09
16-1.5TR | @ 16-1.5TR | @ 15 [9525 16 090 10 1.1 f
16-20TR | @ 16-20TR | @ 20 9525 16 125 11 13 1,
= 16-25TR | @ 16-25TR | @ 25 [9525 16 153 12 14 1 J{r P
£ 16-3.0TR |e® 16-3.0TR | 30 [9525 16 175 13 15 =~ !
g 2240TR |@| @ 22-40TR | @ 40 127 22 225 17 19 N/
22.50TR (@@ 22-5.0TR 50 |[127 22 275 21 25 - / —
27-60TR |@| @ 27-60TR |e@ 60 [15875 27 350 23 27
2 Applicable holders D31, D32 ®: Stock item
American ACME (ACME)
Pitch Dimensions (mm)
§ Designation § 'é Designation é "E Picture
F (Right) 88 (Left) S8 (i) d L hmn X f
28 28
ER 11-16ACME EL 11-16ACME 16 635 11 092 10 11
16-16ACME 16-16ACME 16 |9525 16 092 10 11
16-14ACME 16-14ACME 14 |9525 16 103 10 12
16-12ACME 16-12ACME 12 |os25 16 119 11 12 | |~
= 16-10ACME | @ 16-10ACME 10 9525 16 152 13 14 ﬁl*T oge  Intemal
£ 16-8ACME 16-8ACME 8 |9525 16 184 14 15 g !
£ 16-6ACME 16-6ACME 6 |9525 16 237 17 19 |° N\
w 22-6ACME | @ 22.6ACME | ® 6 127 22 237 18 21 N =
22.5ACME | @ 22.5ACME | ® 5 127 22 279 20 23 ’
27-4ACME 27-4ACME 4  |15875 27 343 24 27
IR 11-16ACME IL 11-16ACME 16 635 11 092 09 09
16-16ACME 16-16ACME 16 |9525 16 092 10 11 :
16-14ACME 16-14ACME 14 |9525 16 103 11 12 T,
= 16-12ACME 16-12ACME 12 |9525 16 119 12 13 1 #F o Inormal
£ 16-10ACME 16-10ACME 10 |9525 16 152 12 13 : I
£ 16-8ACME | @ 16-8ACME 8 |95 16 184 14 15 NS/ b
- 16-6ACME 16-6ACME 6 |9525 16 237 17 19 d\ 7/ S
22-6ACME | @ 22-6ACME 6 127 22 237 18 21
22.5ACME | @ 22-5ACME 5 127 22 279 20 23
27-AACME | @ 27-4ACME 4 |15875 27 343 23 26
9 Applicable holders D31, D32 ®: Stock item

Threading




Thread Insert D

Stub ACME (STACME)

o . . Pitch Dimensions (mm)
Designation Designation .
= (R?ght) g § (EEﬂ) g § tpi) | d L hmin X f Picture
28 2R
ER 11-16STACME EL 11-16STACME 16 635 11 060 10 10
16-16STACME 16-16STACME 16 |9525 16 060 10 1.0
16-14STACME 16-14STACME 14 |9525 16 067 11 1.1
16-12STACME 16-12STACME 12 |9525 16 076 12 1.2 -~
16-10STACME 16-10STACME 10 |9525 16 102 12 13 3
3 16-8STACME 16-8STACME 8 |9525 16 121 14 15 R ﬁ_{““‘_'”?ﬂ
] 16-6STACME 16-6STACME 6 |9525 16 152 17 18 | .| _{/ A A
o 22-6STACME 22-6STACME 6 |127 22 152 17 18 N/
22-5STACME 22-5STACME 5 | 127 22 178 21 23 d External
27-4STACME 27-4STACME 4 |15875 27 216 23 24
27-3STACME 27-3STACME 3 |[15875 27 279 29 29
IR 11-16STACME IL 11-16STACME 16 |635 11 060 10 10
16-16STACME 16-16STACME 16 9525 16 060 10 1.0
16-14STACME 16-14STACME 14 |9525 16 067 11 1.1 e
16-12STACME 16-12STACME 12 |9525 16 076 11 12 .
E 16-10STACME 16-10STACME 10 |9525 16 102 12 13 N 2" Intemal
5 16-8STACME 16-8STACME 8 |9525 16 121 14 15 N, h
5 16-6STACME 16-6STACME 6 |9525 16 152 17 18 \\,
22-6STACME 22-6STACME 6 | 127 22 152 17 18 ‘a\\ Extomal
22-5STACME 22-5STACME 5 | 127 22 178 21 23
27-4STACME 27-4STACME 4 |15875 27 216 23 24
27-3STACME 27-3STACME 3 |[15875 27 279 29 29
2 Applicable holders D31, D32 ®: Stock item

Threading




D Thread Insert

UNJ (Unified constant thread)

Pitch Dimensions (mm)
§ Designation 5 E’ Designation § ',‘E Picture
F (Right) 88 (Left) R 8| (tpi) d L hmn X f
28 g8
ER 11-48UNJ EL 11-48UNJ 48 635 11 031 06 0.5
11-44UNJ 11-44UNJ 44 635 11 033 06 06
11-40UNJ 11-40UNJ 40 63 11 037 06 06
11-36UNJ 11-36UNJ 36 635 11 041 06 06
11-32UNJ 11-32UNJ 32 635 11 046 0.6 0.7
11-28UNJ 11-28UNJ 28 635 11 052 07 07
11-24UNJ | © 11-24UNJ 24 63 11 061 07 08
11-20UNJ 11-20UNJ 20 635 11 073 08 09
11-18UNJ 11-18UNJ 18 635 11 081 08 1.0
11-16UNJ 11-16UNJ 16 635 11 092 09 1.1
11-14UNJ 11-14UNJ 14 635 1 105 1.0 1.2
16-48UNJ 16-48UNJ 48 9525 16 031 06 05
16-44UNJ 16-44UNJ 44 9525 16 033 06 0.6 o
16-40UNJ 16-40UNJ 40 9525 16 037 06 06 *3
16-36UNJ 16-36UNJ 3 |9525 16 041 06 06 A srigp el
S 16-32UNJ | @ 16-32UNJ 32 [9525 16 046 06 07 | | /A !
E 16-28UNJ | @ 16-28UNJ 28 9525 16 052 07 0.7 # s / i i > / N\
o 16-24UNJ | ® 16-24UNJ 24 |9525 16 061 07 08 ; e External
16-20UNJ | @ 16-20UNJ 20 9525 16 073 08 09
16-18UNJ 16-18UNJ 18 9525 16 081 08 1.0
16-16UNJ | ©® 16-16UNJ 16 9525 16 092 09 141
16-14UNJ 16-14UNJ 14 9525 16 105 1.0 1.2
16-13UNJ 16-13UNJ 13 9525 16 113 10 13
16-12UNJ | @ 16-12UNJ 12 9525 16 122 1.1 1.3
16-11UNJ 16-11UNJ 1 9525 16 133 1.2 15
16-10UNJ 16-10UNJ | @ 10 9525 16 147 12 15
16-9UNJ 16-9UNJ 9 9525 16 163 13 1.7
16-8UNJ 16-8UNJ 8 9525 16 183 12 16
22-7UNJ 22-7UNJ 7 127 22 209 17 23
22-6UNJ 22-6UNJ 6 127 22 244 17 23
22-5UNJ 22-5UNJ 5 127 22 293 18 25
27-4.5UNJ 27-4.5UNJ 45 |15875 27 326 20 27
27-4UNJ 27-4UNJ 4 15875 27 367 22 3.0
%) Applicable holders D31 ®: Stock item

Threading




Thread Insert D

UNJ (Unified constant thread)

Pitch Dimensions (mm)
§ Designation § 'é Designation § ',‘E Picture
F (Right) s 8 (Left) 28| (pi) d L bhmn X f
2R 28
IR 11-48UNJ IL 11-48UNJ 48 635 11 028 06 05
11-44UNJ 11-44UNJ 44 635 11 030 06 06
11-40UNJ 11-40UNJ 40 635 11 033 06 06
11-36UNJ 11-36UNJ 36 635 11 037 06 06
11-32UNJ 11-32UNJ 32 635 11 042 06 07
11-28UNJ 11-28UNJ 28 635 11 047 07 07
11-24UNJ 11-24UNJ 24 635 11 055 07 08
11-20UNJ 11-20UNJ 20 635 11 066 08 09
11-18UNJ 11-18UNJ 18 635 11 074 08 10
11-16UNJ 11-16UNJ 16 635 11 083 09 1.1
11-14UNJ 11-14UNJ 14 9525 11 095 10 12
16-48UNJ 16-48UNJ 48 9525 16 028 06 05 .
16-44UNJ 16-44UNJ 44 |9525 16 030 06 06 T,
16-40UNJ 16-40UNJ 40 9525 16 033 06 0.6 ‘ﬂr 5/16P Intern?l
16-36UNJ 16-36UNJ 3 9525 16 037 06 06 N\ Vw
§ 16-32UNJ 16-32UNJ 32 9525 16 042 06 0.7 N7/
E 16-28UNJ 16-28UNJ 28 9525 16 047 07 07 ‘d\\‘ Sﬂzg}%ﬁ; A
£ 16-24UNJ 16-24UNJ 24 9525 16 055 07 08
16-20UNJ 16-20UNJ 20 9525 16 066 08 09
16-18UNJ 16-18UNJ 18 9555 16 074 08 1.0
16-16UNJ 16-16UNJ 16 |9525 16 083 09 1.1
16-14UNJ 16-14UNJ 14  |9525 16 095 10 12
16-13UNJ 16-13UNJ 13 |9525 16 102 10 13
16-12UNJ 16-12UNJ | @ 12 9525 16 111 11 13
16-11UNJ 16-11UNJ 11 9525 16 121 12 15
16-10UNJ 16-10UNJ 10 |9525 16 133 12 15
16-9UNJ 16-9UNJ 9 9525 16 148 13 17
16-8UNJ 16-8UNJ 8 9525 16 166 12 16
22-7UNJ 22-7UNJ 7 127 22 19 17 23
22-6UNJ 22-6UNJ 6 127 22 221 17 23
22-5UNJ 22-5UNJ 5 127 22 266 18 25
27-4.5UNJ 27-4.5UNJ 45 (15875 27 295 20 27
27-4UNJ 27-4UNJ 4 15875 27 332 22 30
2 Applicable holders D32 @: Stock item

Threading




D Thread Insert

American Buttress (ABUT)

Pitch Dimensions (mm)
§ Designation § 'é Designation § ',‘E Picture
F (Right) 2 (Left) S8 (i) | d L hmin X f
ke 22
ER 11-20ABUT EL 11-20ABUT 20 635 11 084 10 14
11-16ABUT 11-16ABUT 16 635 11 105 13 19
16-20ABUT | ® 16-20ABUT 20 9525 16 084 10 14
= 16-16ABUT 16-16ABUT 16 9525 16 105 13 19 0.16316P " 7° Tnternal
£ 16-12ABUT 16-12ABUT 12 |9525 16 140 14 20 /\Mh
£ 16-10ABUT 16-10ABUT 10 |9525 16 168 15 23
uw 22-8ABUT 22-8ABUT 8 [127 22 210 20 32 o | |2
22-6ABUT 22-6ABUT 6 127 22 280 22 35
IR 11-20ABUT IL 11-20ABUT 20 635 11 084 10 14
11-16ABUT 11-16ABUT 16 |635 11 105 13 19 -
= 16-20ABUT | ® 16-20ABUT 20 [9525 16 084 10 14 ) #r 0TGN, el
£ 16-16ABUT 16-16ABUT 16 9525 16 105 13 19 : ) n
g 16-12ABUT 16-12ABUT 12 |9525 16 140 14 20 N8
B 16-10ABUT | ® 16-10ABUT 10 9525 16 168 15 23 ; ot | |
22-8ABUT 22-8ABUT 8 127 22 210 20 32
22-6ABUT 22-6ABUT 6 127 22 280 22 35
%) Applicable holders D31, D32 @: Stock item
British Buttress (BBUT)
Pitch Dimensions (mm)
‘é’ Designation 'é 'F:’ Designation '§’ '.§ Picture
F (Right) 23 (Left) (8| (i) d L hmn X f
g8 g8
ER 16-16BBUT | ® EL 16-16BBUT 16 |9525 16 080 11 16
16-12BBUT 16-12BBUT 12 |9525 16 107 14 21
= 16-10BBUT 16-10BBUT 10 |9525 16 128 14 22 QTP T el
c 16-8BBUT | ® 16-8BBUT 8 9525 16 161 16 25 h
ﬁ 22-8BBUT 22-8BBUT 8 | 127 22 161 16 25 \ i t /
027 xternal
IR 16-16BBUT | ® IL 16-16BBUT 16 [9525 16 080 11 16
16-12BBUT 16-12BBUT 12 |9525 16 107 14 21 (o
—- 16-10BBUT 16-10BBUT 10 |9525 16 128 14 22 % Q2P T el
g|  16-8BBUT 16-8BBUT 8 |9525 16 161 16 25 Sl "
£ 22-8BBUT 22-8BBUT 8 127 22 161 16 25 N/ \ i \ /
B d Lt xternal
23 Applicable holders D31, D32 ®: Stock item

Threading




Thread Insert

Metric Buttress (SAGE)

o Pitch Dimensions (mm)
Designation == Designation = = .
lg (R?th) § g (Eeﬂ) g § mm) | d L hmin X f Picture
2R 2R
ER 16-2.0SAGE EL 16-2.0SAGE 20 |9525 16 174 147 208
22-2.0SAGE 22-2.0SAGE 20 |127 22 174 147 208 X R
Ei 22-3.0SAGE | ® 22-3.0SAGE 30 | 127 22 260 179 260 s 7%
8 27-4.0SAGE | ® 27-4.0SAGE 40 [15875 27 355 193 320 | | [
i j 2 ]
/ QRAESHAE External
IR 16-2.0SAGE | ® IL 16-2.0SAGE 20 |9525 16 150 152 22
22-3.0SAGE 22-3.0SAGE 30 |127 22 225 166 29 S TOE
E: 27-4.0SAGE | ® 27-4.0SAGE 40 | s8 27 300 212 32 W /
E i
0.26384P External
2 Applicable holders D31, D32 ®: Stock item
API
Pitch Dimensions (mm)
§ Designation § 'é Designation § 'é Picture
F (Right) 88 (Left) S8 @i) | d L hmn X f
28 28
ER 22-4API382 | ® EL 22-4API382 4 127 22 309 21 28
22-4API383 22-4API383 4 127 22 308 21 28
22-4API502 | ® 22-4API502 4 127 22 375 20 29
22-4API503 | ® 22-4API503 4 | 127 22 374 20 29 -
22-5API1403 22-5API1403 5 |127 2 200 18 26| 3
T 22-6API551 22-6API551 6 |127 22 14 26 20 f?
g 27-4API382 27-4API382 4 |15875 27 309 21 28 | | ("
i 27-4AP1383 27-4API383 4 |15875 27 308 21 28 y
27-4API502 27-4API502 4 |15875 27 375 21 34 d
27-4API503 | ® 27-4API503 4 |15875 27 374 21 3d
27-5AP1403 27-5AP1403 5 |15875 27 299 19 27
IR 22-4API382 IL 22-4API382 4 127 22 309 21 28
22-4API383 22-4API383 4 127 22 308 21 28 :
22-4API502 | ® 22-4API502 4 127 22 375 21 31 T
22-4API503 22-4API503 4 127 22 374 20 29
g 22-5APl1403 | ® 22-5AP1403 5 127 22 299 18 26
o 22-6API551 | ® 22-6API551 6 127 22 141 26 20
£ 27-4AP1382 27-4API382 4 [15875 27 309 21 28
27-4API383 | ® 27-4API383 4 |15875 27 308 21 28
27-4API502 | ® 27-4API502 4 |15875 27 375 21  3d
27-4API503 | ® 27-4API503 4 15875 27 374 21 3.1
27-5AP1403 | ® 27-5AP1403 5 15875 27 299 19 27

2 Applicable holders D31, D32

®: Stock item

Threading




D Thread Insert

API Buttress Casing (BUT)

Pitch Dimensions (mm)
8| Designation |5 |5| Designation |55 .
o o | o o | o
> ® | = ® | = Picture
= (Right) 2 g (Left) S8 @) [IPF d L hmin X f
oo oo
oo [Ty -1
ER 22-5BUT75 EL 22-5BUT75 5 075 127 22 155 31 19 .
22-5BUT1 22-5BUT1 5 1 127 22 155 31 19 57
© % Internal
£ =
2 L A
u’j /) WA .
d 9(;:' g External
IR 22-5BUT75 IL 22-5BUT75 5 075 127 22 155 28 19 a=arcig(IPF/24)
22-5BUT1 [ ] 22-5BUT1 5 1 127 22 155 28 19 e
1
8 J—1n -
£ -
15 o
90(3 External
2 Applicable holders D31, D32 ®: Stock item
API Round Casing & Tubing (APIRD)
Pitch Dimensions (mm)
g Designation 515 Designation 55 .
= : SR 2[R Picture
= (Right) S8 (Left) S8 @p)  d L hmin X f
oo oo
[~ Ty -1 oo
ER 16-10APIRD | ® EL 16-10APIRD 10 9525 16 141 12 14
16-8APIRD | @ 16-8APIRD 8 9525 16 181 13 15 e
© 30 |0r O
£
7]
=
i
IR 16-10APIRD | ® IL 16-10APIRD 10 9525 16 1.41 1.2 14 .
16-8APIRD | @ 16-8APIRD 8 9525 16 1.81 1.3 15 X
©
£
3 7
£ N
\d\\
2 Applicable holders D31, D32 ®: Stock item
Extreme Line Casing (EL)
Pitch Dimensions (mm)
8| Designation |5 |5| Designation |55 .
> &= &= Picture
=S (Right) S8 (Left) S8 (p) IPF d L hmin X f
oo oo
o | o o | o
ER 22-6EL15 EL 22-6EL15 6 15 127 22 121 19 19 .
22-5EL125 22-5EL125 5 125 127 22 171 23 24 57 r—
a A
By |
- L — +
3 / Tl
i N7k
/ 902 Y* External
IR 22-6EL15 IL 22-6EL15 6 15 127 22 139 18 19 ;
22-5EL125 22-5EL125 5 [125 127 22 191 22 24 :Frx a = arctg E'PF/Z“‘)
— nternal
] 6" ej—\J
g SR
£ \ N
q 90, \*a External
2 Applicable holders D31, D32 ®: Stock item

Threading



External Holder D

ER(LH

(Screw on system) s "
<]
a 1
L
[ g@‘
h H
Righthand drawing
(mm)
Inscribed Insert screw Shim screw Screw RH  ScrewLH  Wrench
Designation G H w L S H 0 5
' m) \--/ \..-/ /g
ER(L)H 08N-11 6.35 8 8 136.4 1 8 175
10N-11 6.35 10 10 70.0 1 10 17.5 ST1IN - - - TWO08P
12N-11 6.35 12 12 80.0 12 12 175
12N-16 9.525 12 12 83.2 16 12 22 ST16N - - - TW10P
09-16 9.525 952 952 636 16 952 205
12-16 9.525 12 12 83.2 16 12 22
16-16 9525 16 16 100.0 16 16 205 ST16 STA16 ATE16 ATI22 TW10P
20-16 9.525 20 20 1286 20 20 30
25-16 9.525 25 25 1536 25 25 30
32-16 9.525 32 32 1736 32 32 30
25-22 127 25 25 1557 25 25 36
32-22 12.7 32 32 175.7 32 32 36 ST22 STA22 ATE22 ATI22 TW20P
40-22 127 40 40 2057 40 40 36
25-27 15.875 25 25 1516 32 25 35
82-27 15875 32 32 1766 32 2 40 ST27 STA27 ATE27 ATI27 TW25L
40-27 15.875 40 40 2066 40 40 40
50-27 15.875 50 50 2566 50 50 40
-@ Applicable inserts D10~D13, D16, D18, D19, D22, D23~D26 « Helix angle is 1.5° for all holders + No shim needed for N type holder
ER(L)H-C
(Clamp on system) s - w
[
L
&
h H
Righthand drawing
(mm)
: Shim screw  Clamp Screw RH  Screw LH Wrench
. . Inscribed
Designation : H w L S H 0
circle @) @ /@
ER(L)H 20-16C 9.525 20 20 1286 20 20 30 TWioP
25-16C 9.525 25 25 1536 25 25 30 STA16 CTH16 ATE16 ATI6 TW15P
32-16C 9.525 32 32 1736 32 32 30
25-22C 12.7 25 25 1557 25 25 36
32-22C 12.7 32 32 175.7 32 32 36 STA22 CTH22 ATE22 ATI22 TW20P
40-22C 12.7 40 40 2057 40 40 36
25-27C 15.875 25 25 1516 25 25 35
e (572 £ g2 il £ &2 G STA27 CTH27 ATE27 ATI27 TW25L
40-27C 15.875 40 40 2066 40 40 40
50-27C 15.875 50 50 2566 50 50 40
9 Applicable inserts D10~D13, D16, D18, D19, D22, D23~D26 + Helix angle is 1.5° for all holders

Threading




D Internal Holder

I R ( L) H oD Minimum diameter for machining

|
(Screw on system) o —— : -
()
L
v - —- ! )
Righthand drawing
(mm)
o Inscribed 5 Insert screw Shim screw Screw RH ScrewLH  Wrench
esignation ircl D @d Odi H L S 0 ,
eree D) &
IR(L)H 10DN-11 6.35 13 10 100 95 100 7.3 -
10N-11 6.35 13 20 100 180 180 73 25 ST11IN - - - TWO08P
13N-11 6.35 16 20 130 180 180 8.9 32
13N-16 9.525 17 20 127 180 180 103 32
16N-16 9.525 20 20 160 180 180 115 40 ST16N - - - TW10P
16DN-16 9.525 20 16 160 152 150 113 32
20-16 9.525 24 20 200 180 180 134 40
25-16 9.525 29 32 250 290 250 163 60
25D-16 9.525 29 25 245 226 200 16.1 45 ST16 STA16 ATI16 ATE16 TW10P
32-16 9.525 36 32 320 290 250 196 60
40-16 9.525 44 40 400 360 300 238 60
20N-22 12.7 27 20 200 180 180 156 50 ST22N - - - TW20P
25-22 127 32 32 250 290 250 174 60
25D-22 127 32 25 246 226 200 172 45 S22 STA22 ATI22 ATE22 TW20P
32-22 12.7 39 32 320 290 250 215 60
40-22 127 47 40 400 360 300 258 60
32-27 15.875 40 32 320 290 250 224 60
40-27 15.875 48 40 400 360 300 264 60 STo7 STA27 ATIo7 ATE27 TWo5L
50-27 15.875 58 50 500 450 350 314 75
60-27 15.875 69 60 600 540 400 364 75
9 Applicable inserts D10, D11, D14, D15, D17, D20~D25, D27~D30 + Helix angle is 1.5° for all holders  + No shim needed for N type holder

I R ( I ) H - ‘ oD Minimum diameter for machining @d

(Clamp on system) ’% i i

Righthand drawing

(mm)
Inscribed Shim screw  Clamp Screw RH ScrewLH  Wrench
Designation ; oD Od QGdi H L S [}
circle & P S &2 K
IR(L)H 20-16C 9.525 24 20 200 180 180 134 50
25-16C 9.525 29 32 250 280 250 163 60 TW10P
25D-16C 9.525 29 25 246 226 200 16.1 45 STA16 CTH16 ATI6 ATE16 TWisP
32-16C 9.525 36 32 320 290 250 196 60
40-16C 9.525 44 40 400 360 300 238 60
25-22C 127 32 32 250 290 250 174 60
25D-22C 12.7 32 25 246 226 200 172 45 STA22 CTH22 ATI22 ATED? TW20P
32-22C 12.7 39 32 320 290 250 215 60
40-22C 12.7 47 40 400 360 300 258 60
32-27C 15.875 40 32 320 290 250 224 60
40-27C 15.875 48 40 400 360 300 264 60 STAZ7 CTHe7 ATI27 ATE27 TW25L
50-27C 15.875 58 50 50.0 450 350 314 75
60-27C 15.875 69 60 605 540 400 364 75
9 Applicable inserts D10, D11, D14, D15, D17, D20~D25, D27~D30 + Helix angle is 1.5° for all holders

Threading




Vertical Type Holder D

VTH

s = 2 / -

\‘

VETR " .

Righthand drawing

(mm)

Clamp  Clamp screw Screw Wrench

Designation H=(h) w L S Insert @ /\,

VTH 2020R 20 20 125 26.4 TWi5P
2525R 25 25 150 33.4 VETR CS6R1 DHA0617  FTKA03510 HWSOI:
3225R 32 25 170 33.4

D Vertical type thread insert

Cermet | Uncoated Dimensions
Picture Designation 1 = Pitch o f Configuration
= = (mm)

VETR 080 0.8 60° 1.4
100 ) 1.0 60° 1.4 ;
125 1.25 60° 14
150 [ ] 15 60° 12
175 1.75 60° 1.2
200 ) 2.0 60° 1.2
250 25 60° 14
300 e 30 60° 16 d:9.525 t:4.76
150F [ J [ J 0.8~1.5 60° 14
300F [ J [ J 1.5~3.0 60° 1.6

® : Stock item

Threading




D Technical Information for Thread Milling

Thread milling holders code system

™ S R L 256 - 11
. S e ¢ e s SR S

Insert style Holder style Hand Shank type Shank dia. Cutting edge length
o Insert style e Hand e Shank dia.
- R - -
Thread Milling Holder R: Right Hand L: Left Hand 25:25.0
e Holders style 0 Shank type 6 Cutting edge length
None: Standard 10:10.4 22:22
S: Shank Type L: Long Type 11: 11 27:27
T: Taper Type 16: 16 38:38.5

Thread milling inserts code system

™ 2 | 16 - 15 1SO
¢ S S e —

Insert style Cuttingedge  Type of insert Cutting edge length Pitch Type
o Insert style 0 Cutting edge length 6 Type
Thread Milling Holder 10:10.4
1m:n ISO Metric
16: 16 .
Cutting edge American UN (UNC, UNF, UNEF)
e _ 22:22
UNJ
27:27

None: 1 cutting edge

2: 2 cutting edge 38:38.5 Whit Worth (BSW, BSF, BSP, BSB)

National Pipe Thread (NPT)

e Type of insert e Pitch National Pipe Thread (NPTF)
o - :
British Standard Pipe Thread (BSPT)
I: Internal
E: External mm: 0.5~6.0 tpi: 48~6

El: External & Internal

Threading




Technical Information for Thread Milling D

Thread milling

D The right tool for the job

Small diameter type Standard type

Tool holder: TMSR Insert: TM L =10.4 mm Tool holder: TMSR  Insert: TM2
For small bore diameters down to 9.5 mm For standard length threads
Long type Tapered type
Tool holder: TMSR Insert: TM2 Tool holder: TMSR Insert: TM2 (BSPT, NPT, NPTF)
For long or remote threads For standard length threads

D Thread milling methods

External threading

Right handed thread Left handed thread Right handed thread Left handed thread
conventional milling down milling down milling conventional milling

Internal threading

Right handed thread Left handed thread Right handed thread Left handed thread
down milling conventional milling conventional milling down milling

Threading




D Technical Information for Thread Milling

D Tooling recommendation for given internal thread specification

ISO

Pitch Nominal dia. Holder e 0-Tool holder D_-Tool_ Min.Th_read depth
(mm) (mm) overhang cutting dia.* | (Profile depth)
0.75 1 TMSR 12-10 TM2] 10-0.751SO 12.0 9.0 0.43
12-14 TMSR 12-10 TM2l 10-1.01SO 12.0 9.0
15-18 TMSR 12-11 TM2] 11-1.01SO 12.0 11.5
20 TMSR 16-16 TM2I 16-1.01SO 22.0 17.0
10 22 TMSR 20-22 TM2l 22-1.01SO 29.0 19.0 058
24 TMSR 20-16 TM2I 16-1.01SO 43.0 20.0
25-28 TMSRL 25-16 TM2I 16-1.01SO 25.0 22.0
1.25 14 TMSR 12-10 TM2] 10-1.251SO 12.0 9.0 0.72
14-15 TMSR 12-10 TM21 10-1.51SO 12.0 9.0
16-20 TMSR 12-11 TM2I 11-1.51SO 12.0 11.5
22 TMSR 16-16 TM2] 16-1.51SO 22.0 17.0
15 24 TMSR 20-22 TM2| 22-1.51SO 29.0 19.0 0.87
25-26 TMSR 20-16 TM2I 16-1.51SO 43.0 20.0
27-30 TMSRL 25-16 TM2] 16-1.51SO 25.0 22.0
35-42 TMSR 25-27 TM2] 27-1.51SO 52.0 30.0
45 TMSR 32-27 TM2] 27-1.51SO 58.0 37.0
22 TMSRT 16-16 TM2116-2.01SO 22.0 15.5
24 TMSR 16-16 TM2I 16-2.01SO 22.0 17.0
25 TMSR 20-22 TM2] 22-2.01SO 29.0 19.0
2.0 27 TMSR 20-16 TM2] 16-2.01SO 43.0 20.0 1.15
28-32 TMSRL 25-16 TM2] 16-2.01SO 25.0 22.0
39-42 TMSR 25-27 TM2| 27-2.01SO 52.0 30.0
45-48 TMSR 32-27 TM2] 27-2.01SO 58.0 37.0
30 42-48 TMSR 25-27 TM2| 27-3.01SO 52.0 30.0 173
50-52 TMSR 32-27 TM2l 27-3.01ISO 58.0 37.0
45-52 TMSR 25-27 TM2I 27-4.01SO 52.0 30.0
40 55 TMSR 32-38 TM2| 38-4.01SO 55.0 35.0 231
56-58 TMSR 32-27 TM2l 27-4.01SO 58.0 37.0
60-65 TMSR 40-38 TM2| 38-4.01SO 65.0 46.0
5.0 48-52 TMSR 32-38 TM2| 38-5.01SO 55.0 35.0 2.89
55 56 TMSR 32-38 TM2| 38-5.51SO 55.0 35.0 317
60 TMSR 40-38 TM2| 38-5.51SO 65.0 46.0
6.0 64-68 TMSR 40-38 TM2I 38-6.01ISO 65.0 46.0 3.46

» The recommended holder is the largest for the given thread specification
* Holder with smaller or equal cutting diameters (D2) can also be used

Threading
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D Tooling recommendation for given internal thread specification

U

AN | e VY o W
\\\ *
- @D _
/
UN
Pit(?h Nom_inal dia. Holder o 0-Tool holder D_-Tool_ Min.Th_read depth
(tpi) (inch) overhang cutting dia.* | (Profile depth)
7116-1/2 TMSR 12-10 TMI 10-32UN 12.0 9.0
9/16-11/16 TMSR 12-11 TM2] 11-32UN 12.0 1.5
32 3/4-13/16 TMSR 16-16 TM2I 16-32UN 22.0 17.0 0.46
7/8-15/16 TMSR 20-16 TM2l 16-32UN 43.0 20.0
1 TMSR 25-16 TM2I 16-32UN 25.0 22.0
7/16-1/2 TMSR 12-10 TMI 10-28UN 12.0 9.0
9/16-3/4 TMSR 12-11 TM2] 11-28UN 12.0 115
28 13/16-7/8 TMSR 16-16 TM2I 16-28UN 22.0 17.0 0.52
15/16 TMSR 20-16 TM2] 16-28UN 43.0 20.0
1-11/8 TMSRL 25-16 TM2I 16-28UN 25.0 22.0
24 9/16-11/16 TMSR 12-11 TM2I 11-24UN 12.0 1.5 0.61
1/2-9/16 TMSR 12-10 TMI 10-20UN 12.0 9.0
5/8-13/16 TMSR 12-11 TM2I 11-20UN 12.0 1.5
7/8 TMSR 16-16 TM2I 16-20UN 22.0 17.0
20 15/16-1 TMSR 20-16 TM2] 16-20UN 43.0 20.0 0.73
11/16-1 1/8 TMSRL 25-16 TM2I 16-20UN 25.0 22.0
13/8-15/8 TMSR 25-27 TM2] 27-20UN 52.0 30.0
111/16-1 13/16 TMSR 32-27 TM2I 27-20UN 28.0 37.0
5/8 TMSR 12-11 TM2] 11-18UN 12.0 1.5
18 11/16-1 3/16 TMSRL 25-16 TM2I 16-18UN 25.0 22.0 0.81
17/16-1 5/8 TMSR 25-27 TM2] 27-18UN 52.0 30.0
111/16 TMSR 32-27 TM2I 27-18UN 58.0 37.0
11/16-13/16 TMSR 12-11 TM2I 11-16UN 12.0 1.5
7/8-15/16 TMSR 16-16 TM2] 16-16UN 22.0 17.0
1 TMSR 20-16 TM2I 16-16UN 43.0 20.0
16 11/16-1 3/16 TMSRL 25-16 TM2] 16-16UN 25.0 22.0 0.92
17/16-15/8 TMSR 25-27 TM2I 27-16UN 52.0 30.0
111/16-1 7/8 TMSR 32-27 TM2] 27-16UN 58.0 37.0
14 7/8 TMSR 12-11 TM2] 11-14UN 12.0 1.5 1.05
7/8 TMSRT 16-16 TM2I 16-12UN 22.0 15.5
15/16 TMSR 16-16 TM2] 16-12UN 22.0 17.0
1 TMSR 20-22 TM2I 22-12UN 29.0 19.0
12 11/16 TMSR 20-16 TM21 16-12UN 43.0 20.0 1.22
11/8-11/4 TMSRL 25-16 TM2] 16-12UN 25.0 22.0
11/2-1 1116 TMSR 25-27 TM2I 27-12UN 52.0 30.0
13/4-1 15/16 TMSR 32-27 TM2] 27-12UN 58.0 37.0
111/16-1 15/16 TMSR 25-27 TM2] 27-8UN 52.0 30.0
8 2-11/8 TMSR 32-27 TM2] 27-8UN 58.0 37.0 183
2-21/8 TMSR 25-27 TM2] 27-6UN 52.0 30.0
6 21/4 TMSR 32-27 TM2] 27-6UN 58.0 37.0 2.44
23/8-21/2 TMSR 40-38 TM2] 38-6UN 65.0 46.0
4.5 2-21/4 TMSR 32-38 TM2]| 38-4.5UN 55.0 35.0 3.26
4 2172 TMSR 40-38 TM2] 38-4UN 65.0 46.0 3.67

« The recommended holder is the largest for the given thread specification
* Holder with smaller or equal cutting diameters (D2) can also be used

Threading




D Technical Information for Thread Milling

D Tooling recommendation for given internal thread specification

S |
‘ N
\\\ *
- @D _
K
UNJ i
Pittfh Nom_inal dia. Holder Insert 0-Tool holder D.-Tool. Min.Th_read depth
(tpi) (inch) overhang cutting dia.* | (Profile depth)
24 9/16-11/16 TMSR 12-11 TM2I 11-24UNJ 12.0 11.5 0.55
1/2 TMSR 12-10 TMI 10-20UNJ 12.0 9.0
3/4-13/16 TMSR 12-11 TM2] 11-20UNJ 12.0 1.5
20 7/8 TMSR 16-16 TM2] 16-20UNJ 22.0 17.0 066
15/16-1 TMSR 20-16 TM2] 16-20UNJ 43.0 20.0
18 5/8 TMSR 12-11 TM2I 11-18UNJ 12.0 1.5 0.74
11/16-1 3/16 TMSRL 25-16 TM2] 16-18UNJ 25.0 22.0
11/16-13/16 TMSR 12-11 TM2I 11-16UNJ 12.0 1.5
7/8-15/16 TMSR 16-16 TM2] 16-16UNJ 22.0 17.0
16 1 TMSR 20-16 TM2l 16-16UNJ 43.0 20.0 0.83
11/16-1 3/16 TMSRL 25-16 TM2] 16-16UNJ 25.0 22.0
17/16-15/8 TMSR 25-27 TM2l 27-16UNJ 52.0 30.0
111/16-17/8 TMSR 32-27 TM2I 27-16UNJ 58.0 37.0
14 7/8 TMSR 12-11 TM2I 11-14UNJ 12.0 1.5 0.95
7/8 TMSRT 16-16 TM2I 16-12UNJ 22.0 15.5
15/16-1 TMSR 16-16 TM2l 16-12UNJ 22.0 17.0
11/16 TMSR 20-16 TM21 16-12UNJ 43.0 20.0
12 11/8-11/4 TMSRL 25-16 TM2l 16-12UNJ 25.0 22.0 11
11/2-111/16 TMSR 25-27 TM2] 27-12UNJ 52.0 30.0
1 3/4-1 15/16 TMSR 32-27 TM2] 27-12UNJ 58.0 37.0
w
Pit(fh Nom'inal dia. Holder Insert 0-Tool holder D.-Tool. Min.Th'read depth
(tpi) (inch) overhang cutting dia.* | (Profile depth)
1/2-9/16 TMSR 12-10 TMEI 10-26W 12.0 9.0
5/8-3/4 TMSR 12-11 TM2EI 11-26 W 12.0 1.5
26 13/16-7/8 TMSR 16-16 TM2EI 16-26W 22.0 17.0 0.63
15/16-1 TMSR 20-16 TM2EI 16-26W 43.0 20.0
11/16-11/8 TMSRL 25-16 TM2EI 16-26W 25.0 22.0
9/16 TMSR 12-10 TM2EI 10-20W 12.0 9.0
5/8-13/16 TMSR 12-11 TM2EI 11-20W 12.0 11.5
20 7/8-15/16 TMSR 16-16 TM2EI 16-20W 22.0 17.0 0.81
1 TMSR 20-16 TM2EI 16-20W 43.0 20.0
11/16-1 3/16 TMSRL 25-16 TM2EI 16-20W 25.0 22.0
13/16 TMSR 16-16 TM2EI 16-16W 22.0 15.5
7/8-15/16 TMSR 16-16 TM2EI 16-16W 22.0 17.0
1-11/16 TMSR 20-16 TM2EI 16-16W 43.0 20.0
16 11/8-11/4 TMSRL 25-16 TM2EI 16-16W 25.0 22.0 1.02
1.4-15/8 TMSR 25-27 TM2EI 27-16W 52.0 30.0
13/4-1.9 TMSR 32-27 TM2EI 27-16W 28.0 37.0
12 11/2-13/4 TMSR 25-27 TM2EI 27-12W 52.0 30.0 136
17/8 TMSR 32-27 TM2EI 27-12W 58.0 37.0
8 17/8-1.9 TMSR 25-27 TM2EI 27-8W 52.0 30.0 2.03
21-21/8 TMSR 32-27 TM2EI 27-8W 58.0 37.0
7 2 TMSR 25-27 TM2EI 27-7W 52.0 30.0 2.32
2.1-21/8 TMSR 25-27 TM2EI 27-6W 52.0 30.0
21/4 TMSR 32-38 TM2EI 38-6W 55.0 35.0
6 2 3/8-2.6 TMSR 32-27 TM2EI 27-6W 58.0 37.0 271
25/8-2 3/4 TMSR 40-38 TM2EI 38-6W 65.0 46.0
5 3 TMSR 40-38 TM2EI 38-5W 65.0 46.0 3.25
4.5 3172 TMSR 40-38 TM2EI 38-4.5W 65.0 46.0 3.61

« The recommended holder is the largest for the given thread specification
* Holder with smaller or equal cutting diameters (D2) can also be used

Threading
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D Tooling recommendation for given internal thread specification

s
AN
\\\ *
- @D _
K
BSPT :
Pitgh Nom.inal dia. Holder Insert 0-Tool holder Q-Too[ Min.Th.read depth
(tpi) (inch) overhang cutting dia.* | (Profile depth)
19 3/8 TMSR 21-11 TM2EI 11-19 BSPT 20.0 1.5 0.86
14 1/2-3/4 TMSRT 16-11 TM2EI 16-14 BSPT 22.0 11585 1.16
1-11/4 TMSRT 20-16 TM2EI 16-11 BSPT 23.0 19.0
1 112 TMSR 25-27 TM2EI 27-11 BSPT 52.0 30.0 1.48
2-6 TMSRT 32-27 TM2EI 27-11 BSPT 58.0 37.0
NPT
bch | ol d moot | VTottolier | Do | Tttt
14 1/2 TMSRT 16-16 TM2EI 16-14 NPT 22.0 15.5 133
3/4 TMSRT 20-16 TM2EI 16-14 NPT 23.0 19.0
1 TMSRT 20-16 TM2EI 16-11.5 NPT 23.0 19.0
1.5 11/4 TMSR 25-27 TM2EI 27-11.5 NPT 52.0 30.0 1.64
11/2-2 TMSRT 32-27 TM2EI 27-11.5 NPT 58.0 37.0
8 21/2 TMSRT 32-27 TM2EI 27-8 NPT 58.0 37.0 040
3-24 TMSR 40-38 TM2EI 38-8 NPT 65.0 46.0
NPTF
Pitt?h Nom.inal dia. Holder Insert 0-Tool holder Q-Too[ Min.Th.read depth
(tpi) (inch) overhang cutting dia.* | (Profile depth)
14 1/2 TMSRT 16-16 TM2EI 16-14 NPTF 22.0 15.5 135
3/4 TMSRT 20-16 TM2EI 16-14 NPTF 23.0 19.0
1 TMSRT 20-16 TM2EI 16-11.5 NPTF 23.0 19.0
1.5 1172 TMSR 25-27 TM2EI 27-11.5 NPTF 52.0 30.0 1.63
2 TMSRT 32-27 TM2EI 27-11.5 NPTF 58.0 37.0
8 21/2 TMSRT 32-27 TM2EI 27-8 NPTF 58.0 37.0 238
3 TMSR 40-38 TM2EI 38-8 NPTF 65.0 46.0

+ The recommended holder is the largest for the given thread specification
* Holder with smaller or equal cutting diameters (D2) can also be used

Threading
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D Minimum bore diameters for thread milling

0.75
05 | 06 | 07 0.80 09 | 10 |125| 15 |175| 20 | - |25 | 30 [ 35|40 | 45 |50 | 55| - |60 -
Pitch '
26 | 20 | 18 13 | 115 9
tpi | 48 | 44 | 36 | 32 @ 28 14 1 7 - - |4 - 4
+ 24 | 19 | 16 12 | 11 0 8 6 ° °
Holder designation | diameter Minimum diameter for machining

TMSR 12-10 9.0 | 95 | 97 | 99 | 10.0|104 | 10.7 | 11.4 | 120

TMSR 20-10 9.0 | 95 | 97 | 99 | 100|104 |10.7 | 11.4 | 120

TMSR 12-11 115120 | 122|124 | 125|129 | 132 | 189 | 145 | 151

TMSR 20-11 115120 122|124 125|129 | 132 | 139 | 145 | 151

TMSRL 25-11 | 115|120 122 | 124 | 125|129 | 132 | 139 | 145 | 15.1

TMSRT 16-16 | 155 16.0 162 | 164 165|169 | 172|179 |185|19.0 | 195 | 20.0

TMSR 16-16 170|176 178 | 180|182 |18.7 19.0 | 19.6 | 20.0 | 205 | 21.0 215

TMSR 16-22 170|176 |17.8 1 180|182 |18.7 19.0 | 19.6 | 20.0 | 205 | 21.0 215

TMSR 20-22 19.0 | 19.7 | 20.0 | 20.2 | 204 | 20.8 | 21.0 | 21.6 | 22.0 | 225 | 23.0 | 235

TMSRT 20-16 | 19.0 19.7 | 20.0 | 20.2 | 204 | 20.8 | 21.0 | 21.6 | 22.0 | 22.5 | 23.0 | 23.5

TMSR 20-16 20.0 207 1 21.0 | 212|214 | 21.8 | 22.0 | 226 | 23.0 | 235 | 24.0 | 24.5

TMSRW 25-22 | 220 | 22.7 | 23.0 | 23.2 | 234 | 23.8 | 24.0 | 24.6 | 25.0 | 25.5 | 26.0 | 26.5

TMSRL 25-22 | 220 22.7 | 23.0 | 232 | 234 |23.8 | 24.0 | 246 | 25.0 | 255 | 26.0 | 26.5

TMSRL 25-16 | 22.0 22.7 | 23.0 | 232 | 234 | 23.8 | 24.0 | 24.6 | 25.0 | 25,5 | 26.0 | 26.5

TMSR 25-27 30.0 | 30.7 | 31.0 | 31.2 | 31.4 | 31.8 | 320 | 328 | 33.5 | 34.1 | 34.6 | 35.6 | 36.6 | 39.0 | 42.0 | 45.0 | 48.0

TMSRL 25-27 | 30.0 | 30.7 | 31.0 | 31.2 | 31.4 | 31.8 | 32.0 | 32.8 | 33.5 | 34.1 | 34.6 | 35.6 | 36.6 | 39.0 | 42.0 | 45.0 | 48.0

TMSR 32-38 35.0 38.539.1|39.6 | 40.6 | 420 | 44.0 | 47.0 | 50.0 | 53.4 | 425 | 50.0 | 44.6 | 57.5 | 56.6

TMSR 32-27 37.0 | 380|382|384 |386 391|395 404 410|415 | 420 43.0|44.0 465 |49.0|520 555

TMSRL 32-27 | 370|380 382|384 | 386 |39.1|395|404  41.0 415|420 430|440 465 49.0|520 555

TMSRT 32-27 | 37.0 | 38.0 382|384 | 386 |39.1|395|40.0 41.0 415|420 430|440 465 49.0|520 555

TMSR 40-38 46.0 49.5 | 50.1 | 50.6 | 51.6 | 53.0 | 55.0 | 55.2 | 55.6 | 55.0 | 52.5 | 54.0 | 54.5 | 57.5 | 56.6

TMSRL 40-38 | 46.0 49.5|50.1 | 50.6 | 51.6 | 53.0 | 55.0 | 55.2 | 55.6 | 55.0 | 52.5 | 54.0 | 54.5 | 57.5 | 56.6

+ In order to perform a thread milling operation, a milling machine with three-axis control capability of helical interpolation is required

+ Helical interpolation is a CNC function producing tool movement along a helical path. This helical motion combines circular movement in
one plane with a simultaneous linear motion in a plane perpendicular to the first. For example, the path from point A to point B (Fig,A)
on the envelope of the cylinder combines a circular movement in the x-y plane with a linear displacement in the z direction

+ On most CNC systems this function can be executed in two different ways:

- GO2: Helical interpolation in
a clockwise direction

- GO3: Helical interpolation in
a counter-clockwise direction

Fig. A Fig. B

« The thread milling operation (Fig. B) consists of circular rotation of fhe tool around its own axis togerther with an orbiting motion along the
bore or workpiece circumference. During one such orbit, the tool will shift vertically one pitch length. These movements combined with the
insert geometry create the required thread form. There are three acceptable ways of approaching the workpiece with the tool to initiate
production of the thread:

1. Tangential Arc Approach

2. Radial Approach
3. Tangential Line Approach

Threading
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D Tangential arc approach

« With this method, the tool enters and exits the workpiece smoothly. No marks are left on the workpiece and there is no vibration, even

with harder materials. Although it requires slightly more complex programming than the radial approach (see below), this is the method
recommended for machining the highest quality threads

Internal thread External thread

D1
Workpiece
D2
Threading Tool

|
D1
Workpiece
Threading Tool

1-2: rapid approach

2-3: tool entry along tangential arc, with simultaneous feed along z-axis
3-4: helical movement during one full orbit (360°)

4-5: tool exit along tangential arc, with continuing feed along z-axis
5-6: rapid return

D Radial approach

« This is the simplest method. There are two characteristics worth nothing about the radial approach:

A. a small vertical mark may be lift at the entry (and exit) point. This is of no significance to the thread itself
B. when using this method with very hard materials, there may be a tendency of the tool to vibrate as it
approaches the full cutting depth

- Note: Radial feed during entry to the full profile depth should only be 1/3 of the subsequent circular feed

Internal thread External thread

D1
Workpiece
D2
D1

©
5]
2
S
=<
S
=

Threading Tool

Threading Tool

1-2: radial entry
2-3: helical movement during one full orbit (360°)
3-4: radial exit

D Tangential line approach

- This method is very simple, and has all of the advantages of the tangential arc method
However, it is applicable only with external threads

External thread

Threading Tool

1-2: radial entry with simultaneous feed along z axis
2-3: helical movement during one full orbit (360°)
3-4: radial exit

©
o

2
og
S

=

Threading




D Technical Information for Thread Milling

Preparing for the thread milling operation

2 Calculation of rotational velocity and feed at the cutting edge

— Ve _ve x 1000 n: Rotational Velocity (min-")
;. N =" xDe ve: Cutting Speed (m/min)
/ :/ \ X T x D2 D2: Tool holder Cutting Dia. (n.1m) .
\\ ,/ VC = W F1: Real Feed rate at the Cutting edges (mm/min)
o % z: No. of Cutting Edges
\\\-// Ft = nxzxfn fn: Feed per Rooth per Rotation (mm/rev)
D Calculation of feed rates at the Internal thread External thread

tool center line

+ On most CNC machines, the feed rate required for
programming is that of the center-line of the tool.
When dealing with linear tool movement, the feed rate
at the cutting edge and the center line are identical,
but with circular tool movement this is not the case
The equations define the relationship between feed
rates at the cutting edge and at the tool center line

Threading
— Tool

Threading
Tool

D Grades and applications
+ Grade: PC9570T

« Application: First Choice for steel and cast iron A tough sub-micron substrate with TICN coating
Provides good fracture toughness and excellent wear resistance

D Trouble shooting
Problem Possible Solution
. Cutting speed too high » Reduce cutting speed/use coated insert
:ll'lac'::zzf::rlnsert Chip is too thin > Increase feed rate
Insufficient coolant > Increase coolant flow rate
— Chip is too thick > Reduce feed rate/Use the tangential arc method
Ch||?p|ng of P Increase RPM ’
cutting edge Vibration > Check stability
Material . )
buailfua on the Incorrect cutting speed » Change cutting speed
up Unsuitable carbide grade > Use a coated carbide grade
cutting edge
Feed rate is too high > Reduce the feed.
Chatter/ Profile is too deep » Execute two passes, each with increased cutting depth/
L ¢ vibration Execute two passes, each cutting only half the thread length
:@3‘ Thread length is too long > Execute two passes, each cutting only half the thread length

GO

z
S
ol
<]

Insufficient

Reduce feed rate/Execute a “zero” cut
thread accuracy

Tool deflection

Y

Threading




D Recommended cutting condition

Technical Information for Thread Milling

vc (m/min) Feed fz (mm/t)
Workpiece Hardness Grade Indexable Solid
brinell (HB) ; "
PC9570T  PC9070M insert endmill
Low carbon (C+0.1-0.25%) 125 100~210 80~250 0.05~0.3  0.03~0.15
Unalloyed steel Medium carbon (C = 0.25-0.55%) 150 100~180 80~230 0.05~0.25  0.03~0.1
High carbon (C = 0.55-0.85%) 170 100~170 80~200 0.05~0.2  0.03~0.08
Low alloy steel Non-hardened 180 90~160 60~180 0.05~0.25  0.03~0.1
(alloying Hardened 275 80~150 60~170 0.05~0.2  0.03~0.07
ol Hardened 350 70~140 60~160 | 0.05~0.15  0.01~0.03
; Annealed 200 60~130 40~100 0.05~0.2  0.03~0.05
Hlellllenss Hardened 325 70~110 30~80 0.05~0.1 0.01~0.03
— Low alloy (alloying elements<5%) 200 100~170 80~250 0.05~0.15 0.03~0.1
High alloy (alloying elements>5%) 225 70~120 60~170 0.05~0.1 0.01~0.03
) .| Non-hardened 200 100~170 60~150 0.05~0.15  0.04~0.1
Stainless steel ferritic Hardened 330 100~170 60~120 0.05~0.1 0.01~0.05
Stainless steel Austenitic 180 70~140 60~140 0.05~0.15  0.04~0.1
Austenitic Super austenitic 200 70~140 60~130 0.05~0.1 0.04 ~0.1
Stainless steel Non-hardened 200 70~140 60~160 0.05~0.15  0.04~0.1
cast ferritic Hardened 330 70~140 60~110 0.05~0.1  0.03~0.05
" Stainless steel Austenitic 200 70~120 60~150 0.05~0.15  0.04~0.1
cast austenitic Hardened 330 70~120 60~100 0.05~0.1  0.03~0.05
Annealed (Iron based) 200 20~45 30~60 0.05~0.1 0.04~0.1
High temperature Aged (Iron based) 280 20~30 20~50 0.02~0.05  0.01~0.03
alloys Annealed (Nickel or Cobalt based) 250 15~20 15~35 0.02~0.05  0.01~0.03
Aged (Nickel or Cobalt based) 350 10~15 15~30 0.02~0.05  0.01~0.03
. Pure 99.5 Ti 400Rm 70~140 40~80 0.02~0.05  0.03~0.05
a+p alloys 1050Rm 20~50 20~50 0.02~0.05  0.03~0.05
Extra hard steel Hardened & tempered 55HRC 20~45 15~45 0.01~0.03  0.005~0.01
Malleable Ferritic (short chips) 130 60~130 70~160 0.02~0.08  0.01~0.03
cast iron Pearlitic (long chips) 230 60~120 60~150 0.02~0.05  0.03~0.05
i Low tensile strength 180 60~130 70~160 0.05~0.15 0.05~0.1
Grey cast ron High tensile strength 260 60~100 40~120 0.05~0.1 0.03~0.05
) Ferritic 160 60~125 40~110 0.05~0.15  0.05~0.1
Nodular SGiron Pearlitic 260 50~ 90 40~100 0.05~0.1  0.03~0.05
Aluminum alloys Non-aging 60 100~250 200~300 0.1~0.4 0.1~0.25
Wrought Aged 100 100~180 150~250 0.1~0.3 0.1~0.2
Cast 75 150~400 100~200 0.1~0.3 0.1~0.2
Aluminum alloys Cast & aged 90 150~280 120~220 | 0.05~0.25  0.1~0.15
Cast Si 13-22% 130 80~150 200~300 0.1~0.3 0.1~0.2
Copper and Brass 90 120~210 200~300 0.1~0.3 0.1~0.25
copper alloys Bronze and non-leaded copper 100 120~210 150~250 | 0.05~0.25 0.1~0.2
D Example

+ At tool entry, set the Feed fz (mm/tooth) to 70% lower than the threading Feed
* Threading Feed: 0.3 (mm/t)
+ Tool entry Feed: 0.09 (mm/t)

Tool entry along
tangential arc

Threading




D Thread Milling Inserts

1/4P

ISO Metric

Internal

60°

1/8P  External

v
‘@
B VIR A
L =
d

External/lnternal Defined by: R262 (DIN 13)
Tolerance class: 6g/6H
(mm)
Insert size Pitch Designation L Tooth | Tool holder
d L (mm) External PC9570T Internal PC9570T
0.5 - T™I 10-0.51SO [ 10.0 20
0.75 = 10-0.751SO 9.75 13
6.0 10.4 1.0 - 10-1.0ISO [ J 9.0 9 TMSR-10
1.25 - 10-1.251SO 8.75 7
1.5 - 10-1.51SO 9.0 6
0.5 0 TM2I 11-0.51SO 10.0 20
075 | TM2E 11-0.751SO 11-0.75ISO [ 105 14
1.0 11-1.01SO 11-1.01ISO ° 10.0 10
6.35 11 1.25 11-1.25I1SO - 10.0 8 TMSR-11
1.25 - 11-1.25ISO 8.75 7
15 11-1.51SO - 9.0 6
15 - 11-1.51SO [ J 105 7
0.5 - TM2I 16-0.5I1SO 15.0 30
075 | TM2E 16-0.751SO 16-0.751SO 15.0 20
0.8 - 16-0.8ISO 14.4 18
1.0 16-1.01ISO - 14.0 14
9.525 16 1.0 - 16-1.0I1SO 15.0 15 TMSR-16
1.25 16-1.251SO 16-1.251SO 15.0 12
15 16-1.51SO 16-1.51SO [ 15.0 10
1.75 16-1.751SO 16-1.75I1SO 14.0
2.0 16-2.01SO 16-2.01SO [ 14.0
1.0 TM2E 22-1.0ISO TM2I 22-1.01ISO 22.0 22
1.25 22-1.251SO 22-1.25ISO 21.25 17
9.525B 22 15 22-1.5I1SO 22-1.5I1SO () 21.0 14 TMSR-22
1.75 22-1.751SO 22-1.751SO 21.0 12
20 22-2.0ISO ( J 22-2.01ISO ° 22,0 11
1.0 TM2E 27-1.0ISO TM2I 27-1.01ISO 26.0 26
1.25 27-1.251SO 27-1.25ISO 25.0 20
15 27-1.51S0 27-1.51SO [ ] 255 17
1.75 27-1.751SO 27-1.75ISO 245 14
15875 o7 20 27-2.0ISO 27-2.01ISO [ 24.0 12 TMSR.27
25 27-2.5I1SO 27-2.5I1SO 25.0 10
3.0 27-3.0ISO 27-3.01ISO [} 24.0 8
35 27-3.5I1SO 27-3.51SO 245 7
4.0 27-4.0ISO 27-4.01ISO [ 24.0 6
45 27-4.5I1SO 27-4.51SO 225 5
15 TM2E 38-1.51SO TM2I 38-1.51SO 36.0 24
20 38-2.01SO 38-2.01SO 36.0 18
3.0 38-3.0ISO 38-3.01ISO 36.0 12
4.0 38-4.01SO 38-4.01SO 32,0 8
19058 385 45 38-4.51S0 38-4.51S0 315 7 TMSR-38
5.0 38-5.01SO 38-5.01SO 30.0 6
55 38-5.51SO 38-5.51SO 33.0 6
6.0 38-6.01SO 38-6.01ISO 30.0 5
%) Applicable holders D49 Allinserts except TMI10 code have 2 cutting edges ®: Stock item

Threading




Thread Milling Inserts D

American UN

1/8P  External

External/Internal Defined by: ANSI B1.1.74
d Tolerance class: Class 2A/2B
(mm)
Insert size Plttfh Designation L Tooth Tool holder
d L (tpi) External PC9570T Internal PC9570T
32 - ™I 10-32UN 9.53 12
28 - 10-28UN 9.07 10
24 - 10-24UN 9.53 9
6.0 10.4 20 - TSI 889 5 TMSR-10
18 - 10-18UN 8.47 6
16 - 10-16UN 7.94 5
48 - TM2I 11-48UN 10.05 19
40 - 11-40UN 10.16 16
32 - 11-32UN 10.32 13
28 TM2E 11-28UN 11-28UN 9.98 11
27 11-27UN 11-27UN 10.35 11
635 B 24 11-24UN 11-24UN 953 9 TMSR-1
20 11-20UN 11-20UN 10.16 8
18 11-18UN 11-18UN 9.88 7
16 11-16UN 11-16UN 9.53 6
14 11-14UN 11-14UN 9.07 5
40 - TM21 16-40UN 14.61 40
32 - 16-32UN 15.08 32
28 TM2E 16-28UN 16-28UN 14.51 28
27 16-27UN 16-27UN 14.11 27
24 16-24UN 16-24UN 14.82 24
20 16-20UN 16-20UN 13.97 20
9525 16 18 16-18UN 16-18UN 14.11 18 TMSR-16
16 16-16UN 16-16UN () 14.29 16
14 16-14UN 16-14UN 1451 14
13 16-13UN 16-13UN 13.68 13
12 16-12UN 16-12UN ° 14.82 12
15 16-11.5UN 16-11.5UN 13.25 15
24 | TM2E 22-24UN TM2I 22-24UN 21.16 20
20 22-20UN 22-20UN 21.59 17
18 22-18UN 22-18UN 21.17 15
9.525B 22 16 22-16UN 22-16UN 20.64 13 TMSR-22
14 22-14UN 22-14UN 21.77 12
13 22-13UN 22-13UN 21.49 11
12 22-12UN 22-12UN 2117 10
24 | TM2E 27-24UN TM2I 27-24UN 25.40 24
20 27-20UN 27-20UN 25.40 20
18 27-18UN 27-18UN 25.40 18
16 27-16UN 27-16UN 25.40 16
14 27-14UN 27-14UN 25.40 14
13 27-13UN 27-13UN 25.40 13
12 27-12UN 27-12UN 25.40 12
115 27-11.5UN 27-11.5UN 24.30 11
15.875 27 11 27-11UN 27-11UN 25.40 11 TMSR-27
10 27-10UN - 22.86 9
10 - 27-10UN 25.40 10
9 27-9UN 27-9UN 2258 8
8 27-8UN 27-8UN 22.23 7
7 27-7UN - 21.77 6
7 - 27-7UN 25.40 7
6 27-6UN - 2117 5
6 - 27-6UN 25.40 6
6 TM2E 38-6UN TM21 38-6UN 38.87 8
5 38-5UN 38-5UN 30.48 6
19.05 %85 45 38-4.5UN 38-4.5UN 3887 | 6 TMSR-38
4 38-4UN 38-4UN 31.75 5

2 Applicable holders D49

All inserts except TMI10 code have 2 cutting edges

®: Stock item

Threading




D Thread Milling Inserts

UNJ (Unified constant thread)

5/16P

Internal

60"

"
* |Rmaxo.180428

Rmin0.15011P  External

Defined by: MIL-S-8879C

External/Internal Tolerance class: 3A/38
d
(mm)
Insert size Pltgh Designation L Tooth | Tool holder
d L (tpi) External PC9570T Internal PC9570T

24 - T™I 10-24UNJ 9.53 9
20 - 10-20UNJ 8.89 7

60 104 18 ; 10-18UNJ 847 6 TMSR-10
16 - 10-16UNJ 9.53 8
24 TM2E 11-24UNJ TM2I 11-24UNJ 9.53 9
20 11-20UNJ 11-20UNJ 10.16 8

6.35 11 18 - 11-18UNJ 9.88 7 TMSR-11
16 11-16UNJ 11-16UNJ 9.53 6
14 11-14UNJ 11-14UNJ 9.07 5
24 TM2E 16-24UNJ TM2I 16-24UNJ 14.82 14
20 16-20UNJ 16-20UNJ 13.97 11
18 16-18UNJ 16-18UNJ 14.11 10

9.525 16 16 16-16UNJ 16-16UNJ 14.29 9 TMSR-16
14 16-14UNJ 16-14UNJ 14.51 8
13 16-13UNJ - 13.68 7
12 16-12UNJ 16-12UNJ 14.82 7
16 TM2E 27-16UNJ TM2I 27-16UNJ 25.40 16

15.875 27 12 27-12UNJ 27-12UNJ 25.40 12 TMSR-27
1 27-11UNJ 27-11UNJ 25.40 11

All inserts except TMI10 code have 2 cutting edges ®: Stock item

23 Applicable holders D49

Threading




Thread Milling Inserts D

Whitworth (BSW, BSF, BSP, BSB)

RO.137P Internal
55°

BSW Defined by: B.S.84:1956, DIN 259, 1S0228/1: 1982
External/Internal BSP Defind by: B.S.2779: 1956
Tolerance class: BSW-Medium class A, BSP-Medium class
(mm)
Insert size Pitch Designation
. PC9570T L1 Tooth Tool holder
d L (tpi) External+Internal
28 TMEI 10-28W 9.07 10
26 10-26W 8.79 9
6.0 104 24 10-24W 9.53 9 TMSR-10
20 10-20W 8.89 7
19 10-19W 9.36 7
28 TM2EI 11-28W 9.98 11
26 11-26W 9.77 10
24 11-24W 9.53 9
635 R 20 11-20W 10.16 8 TMSRA1
19 11-19W 9.36 7
14 11-14W 9.07 5
26 TM2EI 16-26W 14.65 15
24 16-24W 14.82 14
20 16-20W 13.97 1
19 16-19W 14.71 1
9.525 16 18 16-18W 14.11 10 TMSR-16
16 16-16W 14.29 9
14 16-14W 14.51 8
12 16-12W 14.82 7
1 16-11W [ ) 13.85 6
24 TM2EI 22-24W 21.17 20
20 22-20W 21.59 17
19 22-19W 21.39 16
9.525B 22 18 22-18W 2117 15 TMSR-22
16 22-16W 20.64 13
14 22-14W 21.77 12
12 22-12W 21.17 10
1 22-11W 20.78 9
16 TM2EI 27-16W 25.4 16
14 27-14W 254 14
12 27-12wW 23.28 1
1 27-11W 23.09 10
15.875 27 10 27-10W 25.40 10 TMSR-27
9 27-9W 22.58 8
8 27-8W 22.23 7
27-TW 21.77 6
6 27-6W 21.17
11 TM2EI 38-11W 34.64 15
6 38-6W 33.87 8
19.05B 38.5 5 38-5W 30.48 6 TMSR-38
45 38-4.5W 33.87 6
- 38-15W - -
%) Applicable holders D49 All inserts except TMI10 code have 2 cutting edges ®: Stock item

Threading




D Thread Milling Inserts

NPT L e
P N/

External

Externalll nternal ! Defined by: USAS B2.1: 1968
Tolerance class: Standard NPT m)
Insert size Pitch Designation Tool holder
. PC9570T L1 Tooth
d L (tpi) External+Internal RH LH
18 TM2E 16-18NPT * 14.11 10
9.525 16 14 TM2EI 16-14NPT 14.51 8 TMSRT-16 TMSLT-16
1.5 16-11.5NPT 13.25 6
9.525B 22 14 TM2EI 22-14NPT 21.77 12 TMSRT-22 TMSLT-22
1.5 TM2EI 27-11.5NPT [ ] 24.30 1
15.875 27 TMSR-27 TMSL-27
8 27-8NPT () 22.23 7
11.5 TM2EI 38-11.5NPT 35.34 16
19.05B 38.5 TMSR-38 TMSL-38
8 38-8NPT 31.75 10
%) Applicable holders D49 * TM2E16—18NPT is for external threading ®: Stock item
External
Defined by: ANSI 1.20.3-1976
EXternaI/I nternal Tolerance class: Standard NPTF
(mm)
Insert size Pitch Designation Tool holder
. PC9570T L1 Tooth
d L (tpi) External+Internal RH LH
14 TM2EI 16-14NPTF [ ) 14.51 8
9.525 16 TMSRT - 16 TMSLT - 16
11.5 16-11.5NPTF 13.25 6
14 TM2EI 22-14NPTF 21.77 12
9.525B 22 TMSRT - 22 TMSLT - 22
1.5 22-11.5NPTF 19.88 9
1.5 TM2EI 27-11.5NPTF 24.30 1
15.875 27 TMSR - 27 TMSL - 27
8 27-8NPTF 22.23 7
1.5 TM2EI 38-11.5NPTF 35.34 16
19.05B 38.5 TMSR - 38 TMSL - 38
8 38-8NPTF 31.75 10
2 Applicable holders D49 ®: Stock item
B S PT ROA37P  Intemal
External
Defined by: B.S 21: 1985
External/lInternal Tolerance class: Standard BSPT
(mm)
Insert size Pitch Designation Tool holder
. PC9570T L1 Tooth
d L (tpi) External+Internal RH LH
6.35 1 19 TM2EI 11-19BSPT 9.36 7 TMSR - 10 TMSL - 10
14 TM2EI 16-14BSPT 14.51 8
9.525 16 TMSRT - 16 TMSLT - 16
1 16-11BSPT 13.85 6
] 15.875 27 11 TM2EI 27-11BSPT 23.09 10 TMSR - 27 TMSL - 27
! %) Applicable holders D49 ®: Stock item

Threading




Thread Milling Holder D

Standard Type
"\ /T \ r
—§ i@ N e e e O
L. 241 |
| !
‘ (mm)
Insert size Screw Wrench
| Designation oD od Qd1 0 L 5
: : 5
TMSR 12-10 9.0 12 6.8 12.0 69.0
1 T™
60 20-10 9.0 20 6.8 17.0 84.0 STM10 worp
TMSR 12-11 1.5 12 8.9 12.0 70.0
6.35 20-11 1.5 20 8.9 20.0 85.0 STM1 TwosP
TMSR 16-16 17.0 16 13.6 22.0 90.0
9525 20-16 20.0 20 16.6 43.0 95.0 STM1622 TWioP
TMSR 16-22 17.0 16 13,5 29.0 79.5
20-22 19.0 20 15.5 29.0 81.5
9.525B
25-22 19.0 25 15.5 30.0 92.3 STM1622 wiop
TMSRW  25-22 22.0 25 18.5 30.0 90.8
TMSR 25-27 30.0 25 24.0 52.0 110.0
15875 | TMSL 25-27 30.0 25 24.0 52.0 110.0 STM27 TW25L
TMSR 32-27 37.0 32 31.0 58.0 120.0
TMSR 32-38 35.0 32 27.0 53.0 115.0
19,
905 40-38 46.0 40 38.0 63.0 135.0 STM38 TwsoL
2 Applicable inserts D44~48
2
Long Type 7
— 7@\7 R s e s
‘é\AAAANy-& 01 ‘
‘ ‘ (mm)
Insert size Screw Wrench
1 Designation oD ad Qd1 0 L
d @ >
6.35 TMSRL  25-11 1.5 25 8.9 17.0 125.0 STM11 TWO8P
9525B | TMSRL  25-16 22.0 25 18.6 25.0 125.0 STM1622 TW10P
TMSRL 20-22 19.0 20 155 44.0 96.5
.525B
9525 25-22 22,0 25 18.6 63.5 125.0 STM622 Twiop
TMSRL 25-27 30.0 25 24.0 92.0 150.0
15.875 TM27 TW25L
32-27 37.0 32 31.0 98.0 160.0 S °
19.05B TMSRL 40-38 46.0 40 38.0 93.0 168.0 STM38 TW30L
2 Applicable inserts D44~48
Tapered Type
e s n - @d
(mm)
Insert size Screw Wrench
| Designation @D ad Qd1 0 L
d & 5
TMSRT 16-16 15.5 16 12,5 22.0 90.0 STM1622
9.525
20-16 19.0 20 15.0 23.0 85.0 STMT16 Twiop
TMSRT  16-22 17.0 16 13.5 29.0 795
9.525B
20-22 19.0 20 15.5 29.0 81.5 STM1622 wiop
15875 | TMSRT  32-27 37.0 32 31.0 58.0 120.0 STM27 TW25L

2 Applicable inserts D44~48

Threading




D Technical Information for Solid Threading Endmills

STM D 3T 03 012 LO34 -1 0.35 ISO

3 4 5 6 7
No. of : Cutting Cutting edge ;
T Flute styl hank dia. T f tool Pitch T
ype ute style flutes Shank dia dia. length ype of tool itc ype
Type Shank dia. Pitch
1 J | (4 | (8 B
Solid Threading Endmill 03:3.0 mm: 0.35~3.0 tpi: 72~12
Flute style Cutting dia. Type
g - 6 012 . 9 - IS0
HC: Heli Cool 012:1.20
HCR: Heli Radial Cooling ISO Metric
HCC: Heli Cool Chamfering 6 Cutting edge length American UN
HCD: Heli Cool C/F & Drilling [ORY - Cutting edge Length UNJ
D: Deep Threading L034: 3.4 Whit Worth (BSW, BSF, BSP, BSB)
National Pipe Thread (NPT)
e No. of flutes e Type of tool National Pipe Thread (NPTF)
) “ British Standard Pipe Thread (BSPT)
3T: 3 Flutes 2L: 4 Flutes, Left Flutes I: Internal

TM'I N FO User guide

CNC Program composition
TM-INFO composes CNC program for thread milling process in a short time

» Multilingual
» Window operation

1 » Select thread type

2  Select thread standard 3  Select thread type Inputthread parameter

5 » Select working way 6 & Select tool i i & controler

download
Pls. visit our web-site to
download.

it
i

j i

)

hitp//Awww.korloy.com

Threading




Solid Threading Endmills D

|SO Metric Helical flutes with thru-hole coolant

Internal

Internal

1/4P

60°

1/8P  External

Defined by: R262 (DIN 13)
Tolerance class: 6H

(02<1.5xThread Diameter)

Thread Pitch Designation PC9070M Dimensions (mm) No.of flute| Tooth |*Bore dia.
M Coarse M Fine (mm) Internal @gd D L 01 02 z zt | mm
M3x0.5 M3.5~M16x0.5 05 |STMHC 04024L04-10.50I1SO 4 2.40 45 4.5 4.7 3 9 25
M4x0.7 0.7 04031L06-10.70I1SO 4 3.15 45 6.3 6.6 3 9 3.3
M5x0.8 0.8 04039L07-10.80I1SO 4 3.90 45 7.2 7.6 3 9 42
M6x1.0 M8~M40x1.0 1.0 06048L09-11.00I1SO 6 4.80 57 9.0 9.5 3 9 5.0
M8x1.25 1.25 08065L13-11.251SO 8 6.50 61 125 131 3 10 6.8
M10x1.5 M12~M48x1.5 15 10082L15-11.501SO 10 8.20 73 150 157 3 10 8.5
M12x1.75 1.75 10099L18-11.75ISO 10 9.90 73 175 184 4 10 10.2
M14x2.0 M17~M80x2.0 20 12116L21-12.00I1SO 12 11.60 73 200 210 4 10 12.0
M16x2.0 M17~M80x2.0 20 14136L25-12.001SO 14 13.60 92 240 250 4 12 14.0
(Q2<2xThread Diameter)
Thread Pitch Designation PCIO7OM Dimensions (mm) No.of flute| Tooth | *Bore dia.
M Coarse M Fine (mm) Internal ad D L 01 02 z zt | mm
M3x0.5 M3.5~M16x0.5 05 |STMHC 04024L06-10.50I1SO 4 240 45 6.0 6.2 3 12 25
M4x0.5 0.5 04032L08-10.501SO 4 3.20 45 8.0 8.2 3 16 35
M5x0.5 0.5 06042L10-10.50ISO 6 4.20 57 10.0 102 3 20 45
M4x0.7 0.7 04031L08-10.70I1SO 4 3.15 45 8.4 8.7 3 12 33
M6x0.75 0.75 06050L12-10.751SO 6 5.00 57 120 124 3 16 53
M5x0.8 0.8 04039L10-10.801SO 4 390 45 104 108 3 13 42
M6x1.0 M8~M40x1.0 1.0 06048L12-11.00I1SO [} 6 4.80 57 120 125 3 12 5.0
M8x1.0 1.0 08067L16-11.00I1SO 8 6.70 61 16.0 165 3 16 7.0
M10x1.0 1.0 10087L20-11.00ISO 10 8.70 73 200 205 3 20 9.0
M12x1.0 1.0 12107L24-11.00ISO [ J 12 10.70 73 240 245 4 24 1.0
M8x1.25 1.25 08065L16-11.251SO [ 8 6.50 61 162 169 3 13 6.8
M10x1.25 1.25 10085L20-11.25I1SO [ J 10 8.50 73 200 206 3 16 8.8
M10x1.5 M12~M48x1.5 15 10082L20-11.501SO [ J 10 8.20 73 195 202 3 13 85
M12x1.5 15 10099L24-11.501SO [ ] 10 9.90 73 240 247 4 16 10.5
M14x1.5 15 12119L29-11.501SO 12 11.90 80 285 292 4 19 125
M16x1.5 15 14139L32-11.501SO 14 13.90 92 315 322 4 21 14.5
M12x1.75 1.75 10099L25-11.75I1SO 10 9.90 73 245 254 4 14 10.2
M14x2.0 M17~M80x2.0 20 12116L.29-12.001SO 12 11.60 80 280 29.0 4 14 12.0
M16x2.0 M17~M80x2.0 20 14136L33-12.001SO 14 13.60 92 320 330 4 16 14.0
M18x2.5 25 16148L36-12.501SO 16 1480 92 350 362 4 14 15.5
M 20x2.5 25 18171L41-12.50I1SO 18 1710 102 400 412 4 16 17.5
M 24x3.0 3.0 20199L49-13.00I1SO 20 19.90 102 480 495 4 16 21.0
* Bore Diameter applies to smallest thread Dia Maximum thread length = (2~ %‘Ch ®: Stock item

Threading




D Solid Threading Endmills

American UN Helical flutes with thru-hole coolant

Internal

Internal

1/4P
60°

1/8P  External

Defined by: ANSI B1.1.74
Tolerance class: 2B

(02<1.5xThread Diameter)

Thread Pitch Designation Dimensions (mm) Nooffiute| Tooth |*Boredia.
. PC9070M
UNC UNF UNEF (tpi) Internal ©d D L 01 02| z |z |mm
No.10~24 5/16",3/8"x24 | 9/16"~11/16"x24 24 STMHC 04035L07-124UNC 4 358 45 74 79 3 7 3.8
No.10~24 5/16",3/8"x24 | 9/16°~11/16"x24 24 06041L08-124UNC 6 415 57 85 90| 3 8 | 45
1/4"x20 716" ,1/2"x20 3/4"~1"x20 20 06048L09-120UNC 6 488 57 89 95 3 7 52
5/16"x18 9/16” ,5/8"x18 |11/16°~1 11/16"x18| 18 08061L11-118UNC 8 615 61 113 120 3 8 6.5
3/8"x16 3/4"x16 16 08076L15-116UNC 8 765 61 143 151 | 3 9 8.0
7/16°x14 7/8°x14 14 10090L17-114UNC 10 900 73 163 172| 3 9 9.3
1/2"'x13 13 12104L20-113UNC 12 1035 73 195 205| 4 10 | 10.8
9/16"x12 17~1 1/2"x12 12 12118L22-112UNC 12 1180 73 212 222 | 4 10 123
( 02<2xThread Diameter)
Thread Pitch Designation Dimensions (mm) Noaof flute| Tooth | *Bore dia.
. PC9070M
UNC UNF UNEF (tpi) Internal Od D L 01 02| z | zt |[mm
No.10~32 No. 12~3/8"x32 32 STMHC 04038L09-I132UNF 4 380 45 95 99 3 12 | 40
No. 12~3/8"x32 32 06044L11-132UNEF 6 440 57 111 115 3 14 | 47
No.12, 1/4"x28 71167 1/2"x28 28 06043L11-128UNF 6 430 57 109 113| 3 12 | 46
1/4"x28 71167 1/2"x28 28 06052L.13-128UNF 6 515 57 127 131 | 3 14 | 55
7167 1/2"x28 28 10099L22-128UNEF 10 990 73 218 222| 3 24 1102
No.10~24 5/167, 3/8"x24 | 9/16"~11/16"x24 24 04035L10-124UNC 4 358 45 95 100 3 9 3.8
No.12~24 5/167, 3/8"x24 | 9/16"~11/16"x24 24 06041L11-124UNC 6 415 57 106 111 3 10 | 45
5/167, 3/8"x24 | 9/16"~11/16"x24 24 08066L16-124UNF 8 668 61 159 164 | 3 15 | 6.8
3/8"x24 9/16"~11/16"x24 24 10082L19-124UNF 10 820 73 19.0 196| 3 18 | 85
9/16"~11/16"x24 24 14129L29-124UNEF 14 1290 92 286 291 | 4 27 | 132
1/4"x20 71167, 1/2"x20 3/4"~1"x20 20 06048L13-120UNC 6 488 57 127 133| 3 10 | 5.2
71167, 1/2"x20 3/4"~1"x20 20 10096L22-120UNF 10 960 73 216 222 | 3 17 | 9.8
1/2"x20 3/4"~1"x20 20 12111L26-120UNF 12 1110 80 254 26.0| 3 20 | 115
3/4"~1"x20 20 18174L38-120UNEF 18 1740 102 381 387 | 4 30 [17.8
5/16"x18 9/167, 5/8"x18 |11/16"~1 11/16"x18| 18 08061L16-118UNC 8 615 61 155 162| 3 1 | 65
9/167, 5/8"x18 |11/16"~1 11/16"x18| 18 14125L28-118UNF 14 1250 92 282 289 | 4 20 | 128
5/8"x18 1116°~1 11/16'x18| 18 16141L31-118UNF 16 1410 92 310 31.7| 4 22 | 145
3/8"x16 3/4"x16 16 08076L19-116UNC 8 765 61 190 198| 3 12 | 8.0
3/4"x16 16 18170L38-116UNF 18 17.00 102 38.1 388 | 4 24 175
7116"x14 7/8"x14 14 10090L22-114UNC 10 9.00 73 218 227 | 3 12 | 93
7/8"x14 14 20199L44-114UNF 20 19.90 102 435 444 | 4 24 | 205
1/2"x13 13 12104L26-113UNC 12 1035 80 254 264 | 4 13 | 10.8
9/16"x12 17°~11/2"x12 12 12118L28-112UNC 12 1180 80 275 286 | 4 13 [ 123
17~1 1/2"x12 12 20199L51-112UNF 20 19.90 102 508 519| 4 24 | 235
5/8"x11 11 14131L33-111UNC 14 1310 92 323 335| 4 14 | 135
3/4'x10 10 16159L39-110UNC 16 1590 92 38.1 394 | 4 15 | 165
7/8"x9 9 20190L46-19UNC 20 19.00 102 452 466| 4 16 | 19.5
17x8 8 20199L52-I8UNC 20 19.90 102 50.8 524 | 4 16 | 22.0
* Bore Diameter applies to smallest thread Dia Maximum thread length = (.- % ®: Stock item

Threading




Solid Threading Endmills D

WhitWOI‘th Helical flutes with thru-hole coolant

External/Internal

Internal
55°

RO.137P

— - -—-—-—-"—-"—-—-1fed

X\ _RO.137P

External

Defined by: B.S.84: 1956,
DIN 259, 1ISO228/1: 1982
Tolerance class: Medium class A

( 02<2xThread Diameter)

Thread Pitch Designation PC9070M Dimensions (mm) No.of flute | Tooth | *Bore dia.
BSW BSF (tpi) External/Internal @gd D L 01 02 z zt | mm
1/4"%26 26 |STMHC 06050L13-EI26BSF 6 500 57 127 132 | 3 13 | 53
5/16"x22 22 08063L16-EI22BSF 8 635 61 162 167 | 3 14 | 67
1/4"x20 3/8"x20 20 06044L13-EI20BSW 6 4.45 57 12.7 133 3 10 5.0
3/8"x20 20 08076L19-EI20BSF 8 765 61 190 197 | 3 15 | 82
5/16"x18 7116"x18 18 06058L16-E118BSW 6 5.85 57 155 16.2 3 1 6.5
7116"x18 18 10092L23-EI18BSF 10 9.20 73 22.6 233 3 16 9.7
3/8"x16 1/2°,9/16"x16 16 08072L19-EI16BSW 8 7.20 61 19.0 19.8 3 12 7.9
1/27,9/16"x16 16 12105L26-EI16BSF 12 10.50 80 254 262 4 16 1.1
9/16"x16 16 14122L.29-EI16BSF 14 12.15 92 28.6 29.4 4 18 12.6
7116"x14 5/8",11/16"x14 14 10085L22-E114BSW 10 8.50 73 21.8 227 & 12 9.2
5/8", 11/16"x14 14 14134L31-EI14BSF 14 13.40 92 308 317 4 17 14.0
11/16'x14 14 16150L35-EI14BSF 16 1500 92 345 354 | 4 19 | 156
1/2°x12 3/4"x12 12 10096L26-E112BSW 10 9.65 73 254 26.5 3 12 105
9/16"x12 3/4"x12 12 12113L28-EI12BSW 12 11.25 80 275 286 4 13 121
3/4"x12 12 18162L39-EI12BSF 18 1620 102 38.1 39.2 4 18 16.8
5/8"x11 7/8"x11 1 14126L33-EI11BSW 14 12.60 92 323 335 4 14 134
11/16"x11 1 16142L35-EI11BSW 16 14.20 92 346 358 4 15 15.0
®: Stock item
BSPT Helical flutes with thru-hole coolant
D L
External/Internal

SN a7 |
i External

Defined by: B.S.21 : 1985
Tolerance class: Standard BSPT

Thread Pitch Designation Dimensions (mm) No.of flute |  Tooth | *Bore dia.
. PC9070M
Standard (tpi) Internal @d D L 01 02 z zt | mm
1/16"x28 28 STMHC 06059L10-EI28BSPT 6 5.90 57 10.0 102 3 1 6.7
1/8"x28 28 08076L10-EI28BSPT 8 7.65 61 100 102 3 1 8.7
1/4"x19 19 10099L15-EI19BSPT 10 9.90 73 147 154 3 1 11.8
3/8"x19 19 12111L15-E[19BSPT 12 11.15 73 147 154 4 1 15.2
1/27, 3/4"x14 14 16142L22-EI14BSPT 16 14.25 92 218 227 4 12 19.0
17, 11/27, 27, 2 1/2"x11 1 20196L28-EI11BSPT 20 19.60 102 277 289 4 12 30.7
* Bore Diameter applies to smallest thread Dia Maximum thread length = (.- P%:h ®: Stock item

Threading




D Solid Threading Endmills

NPT Helical flutes with thru-hole coolant

External/internal

3 e External

Defined by: USAS B2.1: 1968
Tolerance class: Standard NPT

Thread Pitch Designation Dimensions (mm) No.offlute | Tooth *Bore dia.
g PC9070M
Standard (tpi) Internal gd D L 01 02 z zt mm
116727 27 STMHC 06059L09-EI27NPT 6 5.90 57 9.4 9.9 3 10 6.3
1/8"x27 27 08076L09-EI27NPT 8 7.65 61 9.4 9.9 3 10 85
1/4"x18 18 10099L14-EI18NPT [ ] 10 9.90 73 141 14.8 3 10 1.1
3/8"x18 18 12111L14-EI18NPT 12 11.15 73 141 14.8 4 10 145
1/27, 3/4"x14 14 16142L19-EI14NPT 16 14.25 92 18.1 19.0 4 10 17.7,23.0
17,1114,11/2°, 2'x11.5| 11.5 20196L23-EI11.5NPT 20 19.60 102 221 23.2 4 10 |29.0,37.7,44.0,56.0
21/2"x8 ; 3"x8 8 20196L33-EIBNPT 20 1960 102 317 333 4 10 66.5, 82.1
NPTF Helical flutes with thru-hole coolant
External/Internal

‘) e External

Defined by: ANSI 1.20.3-1976
Tolerance class: Standard NPTF

Thread Pitch Designation Dimensions (mm) No.of flute | Tooth *Bore dia.
. PC9070M
Standard (tpi) Internal gd D L 01 02 z zt mm
1/16"x27 27 |STMHC 06059L09-EI27NPTF ® 6 5.90 57 94 9.9 3 10 6.3
1/8"x27 27 08076L09-EI27NPTF 8 7.65 61 9.4 9.9 3 10 8.5
1/4"x18 18 10099L14-EI18NPTF 10 9.90 73 141 14.8 3 10 11.1
3/8"x18 18 12111L14-EI18NPTF 12 11.15 73 14.1 14.8 4 10 14.5
1/27, 3/4"x14 14 16142L19-ElH4NPTF 16 14.25 92 18.1 19.0 4 10 17.7,23.4
1,1114,11/2°,2'x11.5| 11.5 20196L23-El11.5NPTF 20 1960 102 221 232 4 10 |29.0,37.7,43.7,55.6
21/2'x8 ; 3"x8 8 20196L33-EISNPTF 20 1960 102 317 333 4 10 66.3, 82.1
* Bore Diameter applies to smallest thread Dia Maximum thread length = .- %fh ®: Stock item

Threading




Solid Threading Endmills D

ISO Metric Helical flutes with radial cooling

Internal

60° - - jed

1/8P  External

Defined by: R262 (DIN 13)
Tolerance class: 6H

(02<2xThread Diameter)

Thread Pitch Designation PC9070M Dimensions (mm) No.of flute| Tooth | *Bore dia.
M Coarse M Fine (mm) Internal ad D L 01 02 z zt | mm
M6x1.0 M8~M40x1.0 1.0 |[STMHCR 06048L12-11.001SO 6 4.8 57 120 125 3 12 5.0
M10x1.0 1.0 10087L20-11.00ISO 10 8.7 73 200 205 3 20 9.0
M12x1.0 1.0 12107L24-11.00ISO 12 10.7 73 240 245 4 24 1.0
M8x1.25 1.25 08065L16-11.251SO 8 6.5 64 163 169 3 13 6.8
M10x1.5 M12~M48x1.5 1.5 10082L20-11.50ISO 10 8.2 73 195 203 3 13 85
M12x1.5 15 10099L.24-11.501SO 10 9.9 73 240 248 4 16 10.5
M14x1.5 1.5 12119L29-11.501SO 12 1.9 84 285 293 4 19 125
M16x1.5 1.5 14139L32-11.501SO 14 13.9 84 315 323 4 21 14.5
M12x1.75 1.75 10099L25-11.75I1SO 10 9.9 73 245 254 4 14 10.2
ISO Metric Helical flutes with thru-hole coolant -thru & Chamfer
D L
Internal

Internal
1/4P.

e | 1 _resvel RS,  _ _ _ _ _ _ _ _ _ _ __ _____________ |

1/8P  External

Defined by: R262 (DIN 13)
Tolerance class: 6H

( 02<2xThread Diameter)

Thread Pitch Designation PCSOTOM Dimensions (mm) Nooffiute| Tooth |*Bore dia.
M Coarse M Fine (mm) Internal @d D Dc L 01 02 Lc| z |zt | mm
M6x1.0 M8~M40x1.0 1.0 |STMHCC 08048L12-11.001SO 8 48 63 61 120 125 133 | 3 12 5.0
M10x1.0 1.0 12087L20-11.00ISO 12 87 103 73 200 205 213| 3 20 9.0
M12x1.0 1.0 14107L24-11.00ISO 14 107 123 80 240 245 253| 4 24 1.0
M8x1.25 1.25 10065L16-11.25ISO 10 65 83 73 163 169 178 | 3 13 6.8
M10x1.5 M12~M48x1.5 15 12082L20-11.501SO 12 82 103 80 195 203 21.3| 3 13 8.5
M12x1.5 15 14099L.24-11.501SO 14 99 123 80 240 248 260 | 4 16 | 105
M14x1.5 15 16119L29-11.501SO 16 119 143 92 285 293 305| 4 19 | 125
M16x1.5 15 18139L32-11.50I1SO 18 139 163 92 315 323 335| 4 21 145
M12x1.75 1.75 14099L25-11.75ISO 14 99 123 80 245 254 266 | 4 14 | 10.2
* Bore Diameter applies to smallest thread Dia Maximum thread length = (>~ @fh ®: Stock item

Threading




D Solid Threading Endmills

ISO Metric Drill, Chamfer & Thread with thru-hole coolant

Internal L

Internal

60°

140°
1/8P  External

Defined by: R262 (DIN 13)
Tolerance class: 6H

Thread Pitch Designation PC907OM Dimensions (mm) Noofflte| Tooth
ISO 2D M Coarse| (mm) Internal L 0 01 02 W Le D @d Di Dc D2 | z | z
M6x1.0 1.0 |STMHCD IM6x1.01SO-2D 620 145 137 36 1.0 127 50 8 66 63 485| 2 1
M8x1.25 1.25 IM8x1.251SO-2D 740 182 171 40 13 158 68 10 90 83 645| 2 1
M10x1.5 1.5 IM10x1.51SO-2D 790 234 221 45 15 206 85 12 110 103 808 | 2 12
M12x1.75 1.75 IM12x1.751SO-2D 89.0 271 255 45 15 240 103 14 135 123 974 | 2 12
Thread Pitch Designation PC907OM Dimensions (mm) Nooffiute| Tooth
IS0 2.5D M Coarse| (mm) Internal L 93 01 02 W Le D @ Di Dc D2 | z | =
M6x1.0 1.0 |STMHCD IM6x1.01SO-2.5D 620 165 157 36 1.0 147 50 8 66 63 485| 2 13
M8x1.25 1.25 IM8x1.251S0O-2.5D 740 232 221 40 13 208 68 10 90 83 645| 2 15
M10x1.5 1.5 IM10x1.51SO-2.5D 790 279 266 45 15 251 85 12 110 103 808 | 2 15
Maximum thread length = (- % ®: Stock item

Threading




Solid Threading Endmills D

ISO Metric Deep threading

Internal

02

. S % od

Q1 =Pitch x 3

1/8P  External

Defined by: R262 (DIN 13)
Tolerance class: 6H

(02<2xThread Diameter)

Thread Pitch Designation PC9070M Dimensions (mm) No.of flute| Tooth | *Bore dia.
M Coarse M Fine (mm) Internal ad D L 02 z zt mm
M1.6x0.35 0.35 |STMD3T 03012L034-10.35ISO 3 1.20 30 34 3 3 1.25
M2x0.4 0.4 06015L042-10.4ISO 6 155 57 42 3 3 1.6
M2.2x0.45 0.45 06016L046-10.45ISO 6 1.65 57 46 3 3 175
M2.5x0.45 0.45 06019L052-10.45ISO 6 1.95 57 5.2 3 3 2.05
M3x0.5 M3.5~M16x0.5 0.5 06024L062-10.51SO 6 240 57 6.2 3 3 25
M3.5x0.6 0.6 06027L073-10.61SO 6 2.75 57 7.3 3 3 29
M4x0.7 0.7 06031L083-10.71ISO 6 3.15 57 8.3 3 3 3.3
M5x0.8 0.8 06040L104-10.81SO 6 405 57 104 3 3 42
M6x1.0 M8~M40x1.0 1.0 06048L125-11.01SO 6 4.80 57 125 3 3 5.0
M8x1.25 1.25 08065L166-11.25ISO 8 6.50 63 16.6 3 3 6.8
M10x1.5 M12~M48x1.50 1.5 10082L208-11.501SO 10 8.20 73 20.8 3 3 85
M12x1.75 1.75 10099L.250-11.751SO 10 9.90 73 25.0 8 3 103
3d ( 02<8xThread Diameter)
Thread Pitch Designation PC9070M Dimensions (mm) No.of flute| Tooth | *Bore dia.
M Coarse M Fine (mm) Internal ad D L 02 z zt mm
M1.6x0.35 0.35 |STMD3T 03012L050-10.35ISO 3 1.20 30 5.0 3 3 1.25
M2x0.4 0.4 06015L062-10.4ISO 6 1.55 57 6.2 3 3 1.6
M2.5x0.45 0.45 06019L077-10.451SO 6 1.95 57 7.0 3 3 2.05
M3x0.5 M3.5~M16x0.5 0.5 06024L.092-10.51SO 6 240 57 9.2 3 3 25
M4x0.7 0.7 06031L123-10.71ISO 6 3.15 57 12.3 3 3 33
M5x0.8 0.8 06040L154-10.81SO 6 4.05 57 15.4 3 3 42
M6x1.0 M8~M40x1.0 1.0 06048L185-11.0ISO 6 4.80 57 185 3 3 5.0
M8x1.25 1.25 08065L246-11.25ISO 8 6.50 63 24.6 3 3 6.8
* Bore Diameter applies to smallest thread Dia Maximum thread length = (> - %?h ®: Stock item

Threading




D Solid Threading Endmills

American UN Deep threading

Internal

Internal

1/4P.
60°

1/8P  External

s rf 77777777777777777777777777777 %aﬁd

01=Pitch x 3
Defined by: ANSI B1.1.74
Tolerance class: 2B
( g2<2xThread Diameter)

Thread Pitcfh Designation PC9070M Dimensions (mm) No.of flute| Tooth | *Bore dia.
UNC UNF (tpi) Internal od D L 02 z zt mm
No.1~72 72 | STMD3T 06014L039-172UN 6 1.45 57 3.9 3 3 1.6
No.1~64 No.2~64 64 06014L042-164UN 6 1.40 57 42 3 3 15
No.2~56 No.3~56 56 06016L050-156UN 6 1.65 57 5.0 3 3 1.8
No.3~48 No.4~48 48 06019L060-148UN 6 1.90 57 6.0 3 3 21
No.4, No.5~40 No.6~40 40 06021L060-140UN 6 210 57 6.0 3 3 23
No.5~40 No.6~40 40 06024L072-140UN 6 245 57 72 3 3 2.6
No.8~36 36 06033L087-136UN 6 3.30 57 8.7 3 3 35
No.6, No.8~32 No.10~32 32 06025L074-132UN 6 2.55 57 74 3 3 2.8
No.8~32 No.10~32 32 06032L100-132UN 6 3.20 57 10.0 3 3 35
1/4"x28 28 06052L.132-128UN 6 5.25 57 13.2 3 3 515
No.10~24 5/16"x24 24 06035L102-124UN 6 3.58 57 10.2 3 3 3.9
5/16"x24 24 08066L165-124UN 8 6.68 63 16.5 3 3 6.9
1/4"x20 7116"x20 20 06048L134-120UN 6 4.88 57 13.4 3 3 5.2
7/16"x20 20 10095L230-120UN 10 9.55 73 23.0 3 3 9.9
3/8"x16 16 08067L191-116UN 8 6.70 63 191 3 3 8.0
716"x14 14 10090L233-114UN 10 9.00 73 233 3 3 94

( 02<3xThread Diameter)

Thread Pitcfh Designation PC9070M Dimensions (mm) No.of flute| Tooth | *Bore dia.
UNC UNF (tpi) Internal od D L 02 z zt mm
No.1~72 72 STMD3T 06014L057-172UN 6 1.45 57 5.75 3 3 1.6
No.4, No.5~40 No.6~40 40 06021L090-140UN 6 2.10 57 9.0 3 3 23
No.5~40 No.6~40 40 06024L100-140UN 6 245 57 10.0 3 3 26
No.6, No.8~32 No.10~32 32 06025L110-I132UN 6 2.55 57 11.0 3 3 28
No.8~32 No.10~32 32 06032L130-132UN 6 3.20 57 13.0 3 3 34
1/4” 28 28 06052L.196-128UN 6 5.25 57 19.6 3 3 15
5/16"x24 24 08066L245-124UN 8 6.68 63 245 3 3 6.9

1/4"x20 7/16"x20 20 06048L.198-120UN 6 4.88 57 19.8 3 3 5.1
* Bore Diameter applies to smallest thread Dia Maximum thread length = -- P%fh ®: Stock item

Threading




Solid Threading Endmills D

ISO Metric Deep threading for hard materials (~HRC62)

Internal

Internal

1/4P.

60° 02 ‘

[ B
1/8P  External

Defined by: R262 (DIN 13)
Tolerance class: 6H

( 02<2xThread Diameter)

Thread Pitch Designation PC9070M Dimensions (mm) No.of flute| Tooth | *Bore dia.
M Coarse M Fine (mm) Internal ad D L 02 z zt mm
M2x0.4 0.4 |STMD2L 06015L042-10.41SO 6 1.55 76 4.60 4 2 1.6
M2.2x0.45 0.45 06016L046-10.451SO 6 1.65 76 5.05 4 2 1.8
M2.5x0.45 0.45 06019L052-10.45ISO 6 1.95 76 5.65 4 2 2.05
M3x0.5 M3.5~M16x0.5 0.5 06024L062-10.51SO 6 240 76 6.75 4 2 255
M3.5x0.6 0.6 06027L073-10.61SO 6 275 76 7.90 4 2 295
M4x0.7 0.7 06031L083-10.7ISO 6 3.15 76 9.05 4 2 3.35
M5x0.8 0.8 06040L104-10.81SO 6 4.05 76 11.20 4 2 43
M6x1.0 M8~M40x1.0 1.0 06048L125-11.01SO 6 4.80 76 13.50 4 2 5.1
M8x1.25 1.25 08065L166-11.251SO 8 6.50 80 17.85 4 2 6.8
M10x1.5 M12~M48x1.50 1.5 08079L208-11.501SO 8 7.90 80 22.30 4 2 8.6
M12x1.75 1.75 10099L250-11.751SO 10 9.90 101 26.75 4 2 104
(02<3xThread Diameter)
Thread Pitch Designation PCOOTOM Dimensions (mm) No.of flute| Tooth | *Bore dia.
M Coarse M Fine (mm) Internal ad D L 02 z zt mm
M2x0.4 04 |STMD2L 06015L062-10.41SO 6 1.55 76 6.60 4 2 16
M2.2x0.45 0.45 06019L077-10.45ISO 6 1.95 76 8.15 4 2 2.05
M3x0.5 M3.5~M16x0.5 0.5 06024L092-10.51SO 6 240 76 9.75 4 2 255
M4x0.7 0.7 06031L123-10.71ISO 6 3.15 76 13.05 4 2 3.35
M5x0.8 0.8 06040L154-10.81SO 6 4.05 76 16.20 4 2 43
M6x1.0 M8~M40x1.0 1.0 06048L185-11.01SO 6 4.80 76 19.50 4 2 5.1
M8x1.25 1.25 08065L246-11.251SO 8 6.50 80 25.85 4 2 6.8
* Bore Diameter applies to smallest thread Dia Maximum thread length = -~ % ®: Stock item

Threading




D Solid Threading Endmills

American UN Deep threading for hard materials (~HRC62)

Internal

Internal

1/4P.

60°

1/8P  External

Defined by: ANSI B1.1.74
Tolerance class: 2B

( 02<2xThread Diameter)

Thread Pitch Designation Dimensions (mm) No.of flute| Tooth | *Bore dia.
t PC9070M
UNC UNF (tpi) Internal ad D L 02 z zt mm
No.2~56 No.3~56 56 STMD2L 06016L050-156UN 6 1.65 76 5.45 4 2 1.80
No.3~48 No.4~48 48 06019L060-148UN 6 1.90 76 6.53 4 2 2.10
No.4~40 ; No.5-40 No.6~40 40 06021L060-140UN 6 210 76 6.64 4 2 2.35
No.5~40 No.6~40 40 06024L072-140UN 6 245 76 7.84 4 2 2.65
No.8~36 36 06033L087-136UN 6 3.30 76 9.41 4 2 3.55
No0.6~32 ; N0.8~32 | No.10~32 32 06025L074-132UN 6 2.55 76 8.20 4 2 2.85
No.8~32 No.10~32 32 06032L100-132UN 6 3.20 76 10.79 4 2 3.50
1/4"x28 28 06052L.132-128UN 6 5.25 76 14.11 4 2 5.55
No.10~24 5/16"x24 24 06035L102-124UN 6 3.58 76 11.26 4 2 3.90
5/16"x24 24 08066L165-124UN 8 6.68 76 17.56 4 2 7.00
1/4"x20 7116"x20 20 06048L134-120UN 6 4.88 76 14.67 4 2 5.20
7/16"x20 20 10095L230-120UN 10 9.55 101 24.27 4 2 9.90
3/8"x16 16 08076L197-116UN 8 7.65 80 21.29 4 2 8.00
7116°x14 14 10090L233-114UN 10 9.00 101 25.11 4 2 9.50
1/2"x13 13 10099L256-113UN 10 9.90 101 27.55 4 2 10.90
( 02<3xThread Diameter)

Thread Pitt.th Designation BCSOTOM Dimensions (mm) No.offlute| Tooth | *Bore dia.
UNC UNF (tpi) Internal ad D L 02 z zt mm
No.4~40, No.5~40 No.6~40 40 STMD2L 06021L090-140UN 6 210 76 9.64 4 2 235
No.5~40 No.6~40 40 06024L100-140UN 6 2.45 76 10.64 4 2 2.65
No.6~32, No.8~32 | No0.10~32 32 06025L110-I132UN 6 2.55 76 11.79 4 2 2.85
No.8~32 No.10~32 32 06032L130-I132UN 6 3.20 76 13.79 4 2 3.50
1/4"x28 28 06052L.196-128UN 6 525 76 20.51 4 2 5.55
5/16"x24 24 08066L.245-124UN 8 6.68 80 25.56 4 2 7.00
1/4"~20 7/16"x20 20 06048L198-120UN 6 4.88 76 21.07 4 2 5.20
7116"x14 14 10090L335-114UN 10 9.00 101 35.31 4 2 9.50

* Bore Diameter applies to smallest thread Dia Maximum thread length = - - %‘fh ®: Stock item

Threading




Technical Information for Tap D

High performance carbide tap and HSS tap

® Highly durable carbide tap and HSS tap
e Avariety of taps including point taps, spiral taps, straight taps, roll taps, and more to meet a wide range of
requirements, available for JIS and DIN standards in metric threads

® Custom orders can be made for powder HSS and taps under M3

2 Features

+ Carbide type and HSS type
- Carbide Taps: High toughness substrate
- HSS: High vanadium substrate

* Applicable to various workpiece forms
- A wide selection composed of point taps, spiral taps, straight taps,
roll taps and more

+ Metric threads standardized
- JIS, DIN standard and special tools

+ Broad line-ups per type and size
- A wide choice with various types and sizes

D Code system

Metric coarse Appearance Incomplete Roll Tap Overall length
screw threads e thread length P e
and thread size ST: Strglght Tap SI ?/IIE?tlle Special type
- PT: Point Tap :
SP: Spiral Tap
RT: Roll Tap

SR: Spiral roll Tap
STD: Straight Tap(DIN)
PTD: Point Tap(DIN)
SPD: Spiral Tap(DIN)
RTD: Roll Tap(DIN)

D Grade system
Carbide Tap HSS Tap
FN30T Carbide, Uncoated HN30T HSS, Uncoated
PC20T Carbide, TiN coating HC20T HSS, TiN coating

PC10T Carbide, TICN coating HC10T HSS, TiCN coating

- - HH30T HSS, Steam Oxide

Threading




D Technical Information for Tap

D Carbide tap
Tap type Picture Features Grade Size
FN30T M3~M12
« For through holes and mass production
ST Straight tap w: « For cast iron, medium carbon steel and PC10T M3~M12
non-ferrous metal
PC20T M3~M12
<p Soiral « For blind holes FN3OT Ma~M12
iral ta SN
P P * Better chip evacuation through flutes PC10T M3~M12
+ For non-ferrous metal FN3OT Ma~M12
RT Roll tap WE :
+ For through holes and blind holes PC10T M3~M12
FN30T M3~M6
SR Spiral roll tap W « For non-ferrous metal, Al and magnesium
PC10T M3~M6
D HSS tap
Tap type Picture Features Grade Size
HN30T M3~M20
. + For through holes and mass production HC20T M3~M20
ST Straight tap —— ] + For cast iron, medium carbon steel and
non-ferrous metal HC10T M3~M20
HH30T M3~M20
HN30T M3~M20
+ For through holes and mass production HC20T M3~M20
PT Point tap % « Similar shape to the straight type but
specialized with easier chip evacuation HC10T M3~M20
HH30T M3~M20
HN30T M3~M20
i « For blind holes HG20T M3~M20
SP Spiral tap ) )
+ Chip evacuation through flutes HC10T M3~M20
HH30T M3~M24
HN30T M3~M12
B o e — + For non-ferrous metal
RT Roll tap 0 — HC20T M3~M12
+ For through holes and blind holes
HC10T M3~M12
HN30T M3~M6
SR Spiral roll tap % « For non-ferrous metal, Al and magnesium HC20T M3~M6
HC10T M3~M6
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Technical Information for Tap D

D Recommended cutting speeds and cutting fluid

+ For machining cold/hot forging steel and sintered ferrous alloy in high feed, high depth of cut and highly interrupted conditions
+ Excellent resistance to chipping, fracture and thermal cracks
+ Improved surface finish due to optimized cutting edges

Cutting speed, vc (m/min) Cutting fluid
ISO Workpiece ;
Straighttap | Spiraltap | Pointtap | Carbidetap | Rolltap |Insoluble ] sqluble =) Dry
emulsion dry
Low carbon steel <0.25 %C 8~13 8~13 15~25 - 8~13 @) ¢} A A
Medium carbon |, o 45 94c 7-12 7-12 10~15 - 7-10 ©) o A A
steel
High carbon steel 20.45 %C 6~9 6~9 8~13 - 5~8 (¢} o A A
Alloy steel SCM 7~12 7~12 10~15 - 5~8 O A A A
(EYEIEE ETE 25~45HRC 3-5 3-5 4-6 - - o A - -
tempered steel
Tool steel SKD 6~9 6~9 7~10 - - (¢} - - -
Cast steel SCM 6~11 6~11 10~15 - - ©) o - -
Stainless steel SuUS 4~7 5~8 8~13 - 5~10 © o - -
M
Precipitation hardened SUS630
stainless steel SUS631 -5 -5 46 i i © i i i
Cast iron GC 10~15 - - 10~20 - (¢} ¢} ¢} ¢}
Ductile cast iron GCD 7~12 7~12 10~20 10~20 - (©) o o -
Copper Cu 6~9 6~11 7~12 10~20 7~12 o o - -
Brass, brass-cast Bs Bsc 10~15 10~20 15~25 15~25 7~12 o o o ¢}
LT PB PBC 6~11 6~11 10~20 10~20 7~12 o o - -
bronze-cast
Rolled aluminum Al 10~20 10~20 15~25 - 10~20 (¢} o A -
Gl ps 27 AC ACD 10~15 10~15 15~20 10~20 10~25 ©) o A -
alloyed
Magnesium-cast, MC 7-12 7-12 10~15 10~20 - © o o -
alloyed
Zinc-cast, alloyed ZDC 1~12 7~12 10~15 10~20 7~12 @) 9] A -
Thermos.ettmg Bakelite 10~20 i i 15-25 ) i o o o
plastics phenol epoxy
Thermoplastics | Nylon vinyl chloride 10~20 10~15 10~20 10~20 - - o o o

© Recommended © Applicable A Usable - unusable
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D Technical Information for Tap

D Recommended drill diameter [On 2nd class thread basis]

[ Straight tap & Spiral tap ]

Drill diameter Drill diameter
Thread size Thread size
Min Recommended Max Min Recommended Max
M3X0.5 2.459 25 2.599 M12X1.75 10.106 10.3 10.441
M4X0.7 3.242 3.3 3.422 M14X1.5 12.376 12.5 12.676
M5X0.8 4134 4.2 4.334 M14X2.0 11.835 12.0 12.21
M6X1.0 4.917 5.0 5.153 M16X1.5 14.376 14.5 14.676
M8X1.25 6.647 6.8 6.912 M16X2.0 13.835 14.0 14.21
M10X1.25 8.647 8.8 8.912 M18X1.5 16.376 16.5 16.676
M10X1.5 8.376 8.5 8.676 M18X2.5 15.294 15.5 15.744
M12X1.0 10.917 11.0 11.153 M20X1.5 18.376 18.5 18.676
M12X1.25 10.647 10.8 10.912 M20X2.5 17.294 17.5 17.744
M12X1.5 10.376 10.5 10.676 - - - -
[ Roll tap ]
Drill diameter Drill diameter
Thread size Thread size
Min Recommended Max Min Recommended Max
M3X0.5 2.76 2.8 2.81 M10X1.5 9.18 9.2 9.28
M4X0.7 3.65 3.7 3.7 M12X1.0 11.48 1.5 11.57
M5X0.8 4.59 4.6 4.66 M12X1.25 11.34 1.4 11.41
M6X1.0 5.48 5.5 5.57 M12X1.5 11.18 1.2 11.28
M8X1.25 7.34 7.4 7.41 M12X1.75 11.05 1.1 11.15
M10X1.25 9.34 9.4 9.41 - - - -
[Fig] In case that a external thread has a standard shape rate of threading
. engagement
Y * Pre-hole diameter=d-2xHx ———
/ 100

D2: Minor diameter E@%@ﬁ'

D1: Major diameter

« d: Major diameter
H (Rate of threading engagement's Height): 0.541266P
P: Pitch (mm)

* Recommended bottom hole diameters follow the JIS2 standard for
a nut. (Nuts outside the JIS standard are excluded)

« Pre-hole diameter = D1: Major diameter
D2: Minor diameter
«a=1/2x(D1-D2)
« h = Height of fundamental triangle
« Rate of threading engagement = a/h x 100 (%)

* Drill diameter = D - 0.0068 x P x 65

« D: Nominal diameter
« P: Pitch (mm)

* Rate of Major diameter— Pre-hole diameter
threading = i -
engagement 2 x (Height of fundamental triangle)

+ 65 =65% of the thread height

* Nut’s bottom hole diameters outside the JIS standard are only
for reference.
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Carbide Tap D

ST straight Tap
= 1.5P
3.0P ad
— |
! ki | 9(
L
Carbid Uncoated TiCN TiN
d amice’ | EN3oT| |PC10T| |PC20T
(mm)
Designation i .
Flutes Thread size L | d K Kil Limits
1.5P 3P
M3X0.5-ST15 M3X0.5-ST30 M3X0.5 46 1 4.0 3.2 6 KH3
d M4X0.7-ST15 M4X0.7-ST30 M4X0.7 52 13 5.0 4.0 7 KH3
M5X0.8-ST15 M5X0.8-ST30 M5X0.8 60 16 5.5 4.5 7 KH3
M6X1.0-ST15 M6X1.0-ST30 M6X1.0 62 19 6.0 4.5 7 KH3
M8X1.0-ST15 M8X1.0-ST30 M8X1.0 70 22 6.2 5.0 8 KH3
@ M8X1.25-ST15 M8X1.25-ST30 M8X1.25 70 22 6.2 5.0 8 KH4
M10X1.0-ST15 M10X1.0-ST30 M10X1.0 75 24 7.0 5.5 8 KH3
M10X1.25-ST15 M10X1.25-ST30 M10X1.25 75 24 7.0 5.5 8 KH4
M10X1.5-ST15 M10X1.5-ST30 M10X1.5 75 24 7.0 5.5 8 KH4
M12X1.0-ST15 M12X1.0-ST30 M12X1.0 82 29 8.5 6.5 9 KH3
M12X1.25-ST15 M12X1.25-ST30 M12X1.25 82 29 8.5 6.5 9 KH4
M12X1.5-ST15 M12X1.5-ST30 M12X1.5 82 29 8.5 6.5 9 KH4
M12X1.75-ST15 M12X1.75-ST30 M12X1.75 82 29 8.5 6.5 9 KH5
x |deal for mass tapping operations of general cast iron, ductile cast iron, brass-cast, thermosetting plastics, etc
% Wear resistance highly improved by the use of TiCN, TiN coating for high efficiency tapping operations
D Applicable workpiece range
Stain- Ductile Aluminum: | Negnesium | - Zinc- i Thermo-
Alloy | Quenched and Tool | Cast | Cast Brass- Rolled y Titanium . | Thermo-
Division EENEES steel | tempered steel ;f::l steel | steel | iron icrﬁ e T cast TS aluminum af;;td If:ys‘e’d aﬁz;E q alloy ;Ztsl;rcgs plastics
C [C0%%| C 25~45 | 45~55 | 50~60 AC | :
0.25% | ~0.45% | 0.45%- SCM HRC | HRC | HRC SUS|SKD| SC | GC |GCD| Cu | Bs |BsC | PB | Al ADC MC |ZDC | Ti Ni -
FN30T ©| o 0|00 o o]o ©
PC10T © o 0O 00O oo |0 ©
PC20T © o O CIN©) oo |0 ©
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D Carbide

Tap

SP Spiral Tap

2.5P

Q) BP oo ) i
(mm)
Flutes Designation Thread size L | d K Ki Limits
2.5P
M3X0.5-SP25 M3X0.5 46 1 4.0 3.2 6 KH3
d M4X0.7-SP25 M4X0.7 52 13 5.0 4.0 7 KH3
M5X0.8-SP25 M5X0.8 60 16 5.5 4.5 7 KH3
M6X1.0-SP25 M6X1.0 62 19 6.0 4.5 7 KH3
M8X1.0-SP25 M8X1.0 70 22 6.2 5.0 8 KH3
M8X1.25-SP25 M8X1.25 70 22 6.2 5.0 8 KH4
M10X1.0-SP25 M10X1.0 75 24 7.0 5.5 8 KH3
M10X1.25-SP25 M10X1.25 75 24 7.0 B 8 KH4
M10X1.5-SP25 M10X1.5 75 24 7.0 5.5 8 KH4
M12X1.0-SP25 M12X1.0 82 29 8.5 6.5 < KH3
M12X1.25-SP25 M12X1.25 82 29 8.5 6.5 9 KH4
M12X1.5-SP25 M12X1.5 82 29 8.5 6.5 O KH4
M12X1.75-SP25 M12X1.75 82 29 8.5 6.5 9 KH5
% |deal for making blind holes in quantity on general cast iron, ductile cast iron, brass-cast, thermosetting plastics, etc
x Wear resistance highly improved by the use of TICN coating for high efficiency tapping operations
D Applicable workpiece range
Stain- Ductile Aluminum- | Nagnesium | - Zinc- - Thermo-
| Coonsor |t St | ot G ot o e P o 2 T
oy O S| som BA5 4885 18060 55 skp | sC | GG |GCD| Cu | Bs |BsC| PB | Al | A% MC zDC| T | Ni | -
FN30T OO OO0 ©|lojo|jo|o|o (@)
PC10T /00|00 0o 0 0 0|0 © 0
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Carbide Tap D

RT Roll Tap

@

Cartide| | enzor | | po10T
(mm)
Flutes Designation Thread size L | d K Ki Limits
2P 4P
1 M3X0.5-RT20(S) - M3X0.5 46 1 4.0 3.2 6 GH5
4 M3X0.5-RT20(M) M3X0.5-RT40(M) M3X0.5 46 11 4.0 3.2 6 GH5
1 M4X0.7-RT20(S) - M4X0.7 52 13 5.0 4.0 7 GH6
4 M4X0.7-RT20(M) M4X0.7-RT40(M) M4X0.7 52 13 50 4.0 7 GH6
1 M5X0.8-RT20(S) - M5X0.8 60 16 5.5 4.5 7 GH6
4 M5X0.8-RT20(M) M5X0.8-RT40(M) M5X0.8 60 16 5.5 4.5 7 GH6
1 M6X1.0-RT20(S) - M6X1.0 62 19 6.0 4.5 7 GH7
4 M6X1.0-RT20(M) M6X1.0-RT40(M) M6X1.0 62 19 6.0 4.5 7 GH7
1 M8X1.25-RT20(S) - M8X1.25 70 22 6.2 5.0 8 GH7
4 M8X1.25-RT20(M) M8X1.25-RT40(M) M8X1.25 70 22 6.2 5.0 8 GH7
1 M10X1.25-RT20(S) - M10X1.25 75 24 7.0 5.5 8 GH7
4 M10X1.25-RT20(M) | M10X1.25-RT40(IM) M10X1.25 75 24 7.0 5.5 8 GH7
1 M12X1.0-RT20(S) - M12X1.0 82 29 8.5 6.5 9 GH7
4 M12X1.0-RT20(M) M12X1.0-RT40(M) M12X1.0 82 29 8.5 6.5 © GH7
1 M12X1.25-RT20(S) - M12X1.25 82 29 8.5 6.5 9 GH7
4 M12X1.25-RT20(M) | M12X1.25-RT40(M) M12X1.25 82 29 8.5 6.5 © GH7
1 M12X1.5-RT20(S) - M12X1.5 82 29 8.5 6.5 9 GH7
4 M12X1.5-RT20(M) M12X1.5-RT40(M) M12X1.5 82 29 8.5 6.5 9 GH7
1 M12X1.75-RT20(S) - M12X1.75 82 29 8.5 6.5 9 GH8
4 M12X1.75-RT20(M) | M12X1.75-RT40(M) M12X1.75 82 29 8.5 6.5 ¢ GH8
x For general use on both steels and non-ferrous metal
% Wear resistance highly improved by the use of TICN coating for high efficiency tapping operations
x |deal for making both through holes and blind holes on non-ferrous metals
D Applicable workpiece range
Stain- Ductile Aluminum- | Megnesium | - Zinc- S Thermo-
| Coonsor (Mot St | ol G ot g e P o 2 T e T
oy | S8 &, | som 25 4885 18060 55 skp | sC | GG |GeD| Cu | Bs |BsC| PB | Al | A% MC zDC| Ti | Ni | -
FN30T © 0|0 © 0 ©
PClIOT © © © O © © 0|0 © 0 ©
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D Carbide Tap

SR Spiral Roll Tap

L(Z)d
K| 9(
L
. Uncoated TiCN
Carbide | | Enaor | |pC10T
(mm)
Designation . At
Thread size L | d K Ki Limits
2P 4P
M3X0.5-SR20 M3X0.5-SR40 M3X0.5 46 18 4.0 3.2 6 GH6
M3.5X0.6-SR20 M3.5X0.6-SR40 M3.5X0.6 46 18 4.0 3.2 6 GH6
M4X0.7-SR20 M4X0.7-SR40 M4X0.7 52 20 5.0 4.0 7 GH7
M5X0.8-SR20 M5X0.8-SR40 M5X0.8 60 22 615 4.5 7 GH7
M6X1.0-SR20 M6X1.0-SR40 M6X1.0 62 24 6.0 4.5 7 GH7
% For general use for tapping aluminum, magnesium and zinc as well as non-ferrous metal
x Ideal for tapping steel, non-ferrous materials and stainless steel
% Wear resistance highly improved by the use of TiCN coating for high efficiency tapping operations
D Applicable workpiece range
Stain- Ductile Aluminum- | Magnesium | - Zinc- — Thermo-
Alloy | Quenched and Tool | Cast | Cast Brass- Rolled Titanium .| Thermo-
Carbon steel less . cast | Copper | Brass Bronze| . cast, | cast | cast, setting "
Division steel | tempered steel ] steel | steel | iron e cast aluminum doyd | dopd | alloyed alloy plastcs plastics
C |C02%%| C 25~45 | 45~55 | 50~60 AC | :
0.25% | ~045% | 0.45%« SCM HRC | HRC | HRC SUS|SKD| SC | GC |GCD| Cu | Bs |BsC | PB | Al ADC MC |ZDC| Ti Ni -
FN30T OO0 0O OO ©
PClOT © O O | O ©) ©| 0|0 © |0 ©
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HSS Tap D

ST Straight Tap
_ 25
= a
T — O
e ==8 0,
L
Q) () B (1s52) o () ()
(mm)
Flutes gesunte Thread size L I d K KI Limits
1.5P 2.5P 5P
M3X0.5-ST15 M3X0.5-ST25 M3X0.5-ST50 M3X0.5 46 1 4.0 3.2 6 KH2
(d M4X0.7-ST15 M4X0.7-ST25 M4X0.7-ST50 M4X0.7 52 13 5.0 4.0 7 KH2
M5X0.8-ST15 M5X0.8-ST25 M5X0.8-ST50 M5X0.8 60 16 5.5 4.5 7 KH2
M6X1.0-ST15 M6X1.0-ST25 M6X1.0-ST50 M6X1.0 62 19 6.0 4.5 7 KH2
M8X1.25-ST15 M8X1.25-ST25 M8X1.25-ST50 M8X1.25 70 22 6.2 5.0 8 KH2
@ M10X1.25-ST15 | M10X1.25-ST25 | M10X1.25-ST50 M10X1.25 75 24 7.0 B 8 KH2
M10X1.5-ST15 M10X1.5-ST25 M10X1.5-ST50 M10X1.5 75 24 7.0 5.5 8 KH3
M12X1.0-ST15 M12X1.0-ST25 M12X1.0-ST50 M12X1.0 82 29 8.5 6.5 9 KH2
M12X1.25-ST15 | M12X1.25-ST25 | M12X1.25-ST50 M12X1.25 82 29 8.5 6.5 9 KH2
M12X1.5-ST15 M12X1.5-ST25 M12X1.5-ST50 M12X1.5 82 29 8.5 6.5 9 KH3
M12X1.75-ST15 | M12X1.75-ST25 | M12X1.75-ST50 M12X1.75 82 29 8.5 6.5 9 KH3
M14X1.5-ST15 M14X1.5-ST25 M14X1.5-ST50 M14X1.5 88 30 10.5 8.0 11 KH3
M14X2.0-ST15 M14X2.0-ST25 M14X2.0-ST50 M14X2.0 88 30 10.5 8.0 1 KH3
M16X1.5-ST15 M16X1.5-ST25 M16X1.5-ST50 M16X1.5 95 32 12.5 10.0 13 KH3
M16X2.0-ST15 M16X2.0-ST25 M16X2.0-ST50 M16X2.0 95 32 12.5 10.0 13 KH3
M18X1.5-ST15 M18X1.5-ST25 M18X1.5-ST50 M18X1.5 100 37 14.0 11.0 14 KH3
M18X2.5-ST15 M18X2.5-ST25 M18X2.5-ST50 M18X2.5 100 37 14.0 11.0 14 KH3
M20X1.5-ST15 M20X1.5-ST25 M20X1.5-ST50 M20X1.5 105 37 15.0 12.0 15 KH3
M20X2.5-ST15 M20X2.5-ST25 M20X2.5-ST50 M20X2.5 105 37 15.0 12.0 15 KH3
% Ideal for making both through holes and blind holes on carbon steel, alloy steel and non-ferrous metal
% Wear resistance highly improved by the use of TiN, TICN, Steam oxide coating for high efficiency tapping operations
x Built-up edges are prevented thanks to a reduced coefficient of friction gained by using porous cutting fluid of Fe304
x |deal for tapping stainless steel, cast steel, carbon steel for machine structures, etc
D Applicable workpiece range
Stain- Ductile Aluminum- | Negnesum | Zin- — Thermo-
| Cotmsod N Sttt | ot o ot e e U T
s | R | sOM | 246 14585 8080 | Sus | skD | sC | GG |GeD| Cu | Bs | BsC| PB | Al | A8 MC zDC| Ti | Ni :
HN30T o (@] @) @) @)
HC20T o | O @) @) @) @)
HC10T o] O] O | O ool Oo]j]O0O]O|0O]|O
HH30T O 00O oo o|o|o|o0
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D HSS Tap

PT Point Tap

-
N

I
1l
L
0

Uncoated TiN TiCN Steam Oride
d @ HSSE | |uN3oT| |HC20T| |HC10T | |HH30T

(mm)
Flutes Desigs:ation Thread size L 1 d K Ki Limits
M3X0.5-PT50 M3X0.5 46 1 4.0 3.2 6 KH2
d M4X0.7-PT50 M4X0.7 52 13 5.0 4.0 7 KH2
M5X0.8-PT50 M5X0.8 60 16 5.5 45 7 KH2
M6X1.0-PT50 M6X1.0 62 19 6.0 45 7 KH2
M8X1.25-PT50 M8X1.25 70 22 6.2 5.0 8 KH3
M10X1.25-PT50 M10X1.25 75 24 7.0 515) 8 KH3
M10X1.5-PT50 M10X1.5 75 24 7.0 55 8 KH3
M12X1.0-PT50 M12X1.0 82 29 8.5 6.5 S KH3
M12X1.25-PT50 M12X1.25 82 29 8.5 6.5 9 KH3
M12X1.5-PT50 M12X1.5 82 29 8.5 6.5 o) KH3
M12X1.75-PT50 M12X1.75 82 29 8.5 6.5 9 KH4
M14X1.5-PT50 M14X1.5 88 30 10.5 8.0 1 KH3
M14X2.0-PT50 M14X2.0 88 30 10.5 8.0 11 KH4
M16X1.5-PT50 M16X1.5 95 32 12.5 10.0 13 KH3
M16X2.0-PT50 M16X2.0 95 32 12.5 10.0 13 KH4
M18X1.5-PT50 M18X1.5 100 37 14.0 11.0 14 KH4
M18X2.5-PT50 M18X2.5 100 37 14.0 11.0 14 KH4
M20X1.5-PT50 M20X1.5 105 37 15.0 12.0 15 KH4
M20X2.5-PT50 M20X2.5 105 37 15.0 12.0 15 KH4
x |deal for making through holes on carbon steel, alloy steel and non-ferrous metal
x Wear resistance highly improved by the use of TiN, TiICN, Steam oxide coating for high efficiency tapping operations
x Built-up edges are prevented thanks to a reduced coefficient of friction gained by using porous cutting fluid of Fe304
x |deal for tapping stainless steel, cast steel, carbon steel for machine structures, etc
D Applicable workpiece range
Stain- Ductile Aluminum- | Megnesum | - Zinc- n—_— Thermo-
ey Cotmson M| Sttt ol G ot e e U T
sy R | som | 245148513080 sys | skD | sC | GG |GCD| Cu | Bs |BsC | PB | Al | 2SI MC [zDC| T | Ni | -
HN30T o]0 O ojojo|lojo|j]Oo O|0o|]O]|O o
HC20T| © | O | O | O © o] O | O @) cjlo|lOoj]O0] OO @)
HC1oT O | © | © | O ojloloj]ojo/ oj]o|lOoO|lO0O|lO|]O|]O|lO|]O]|O e}
HH30T O | © O ©|O0 O O ©|o©°
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HSS Tap D

SP Spiral Tap

-
1

"
1l
X
0

Uncoated TiN TiCN Steam Oride
d @ @ HSSE | |iN3OT) |HC20T) |HC10T, |HH30T

(mm)
Flutes Designation Thread size L | d K Ki Limits
2.5P
M3X0.5-SP25 M3X0.5 46 1 4.0 3.2 6 KH2
d M4X0.7-SP25 M4X0.7 52 13 5.0 4.0 7 KH2
M5X0.8-SP25 M5X0.8 60 16 5.5 4.5 7 KH2
M6X1.0-SP25 M6X1.0 62 19 6.0 4.5 7 KH2
M8X1.25-SP25 M8X1.25 70 22 6.2 5.0 8 KH2
M10X1.25-SP25 M10X1.25 75 24 7.0 5.5 8 KH2
M10X1.5-SP25 M10X1.5 75 24 7.0 5.5 8 KH2
M12X1.0-SP25 M12X1.0 82 29 8.5 6.5 9 KH2
M12X1.25-SP25 M12X1.25 82 29 8.5 6.5 9 KH2
M12X1.5-SP25 M12X1.5 82 29 8.5 6.5 ¢ KH2
M12X1.75-SP25 M12X1.75 82 29 8.5 6.5 9 KH2
M14X1.5-SP25 M14X1.5 88 30 10.5 8.0 11 KH2
M14X2.0-SP25 M14X2.0 88 30 10.5 8.0 1 KH2
M16X1.5-SP25 M16X1.5 95 32 125 10.0 13 KH2
M16X2.0-SP25 M16X2.0 95 32 125 10.0 13 KH2
M18X1.5-SP25 M18X1.5 100 37 14.0 11.0 14 KH2
M18X2.5-SP25 M18X2.5 100 37 14.0 11.0 14 KH3
O M20X1.5-SP25 M20X1.5 105 37 15.0 12.0 15 KH3
M20X2.5-SP25 M20X2.5 105 37 15.0 12.0 15 KH3
x |deal for making blind holes. Its flutes provide excellent chip evacuation in tapping carbon steel, alloy steel and non-ferrous materials
x Wear resistance highly improved by the use of TiN, TiICN, Steam oxide coating for high efficiency tapping operations
x Built-up edges are prevented thanks to a reduced coefficient of friction gained by using porous cutting fluid of Fe30#4
x |deal for tapping stainless steel, cast steel, carbon steel for machine structures, etc
D Applicable workpiece range
Stain- Ductile Aluminum- | Negnesum | Zin- — Thermo-
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HSSE | oot Heaor| HetoT
(mm)
Flutes Designation Thread size L 1 d K Ki Limits
2P 4P
1 M3X0.5-RT20(S) - M3X0.5 46 1 4.0 3.2 6 GH5
4 M3X0.5-RT20(M) M3X0.5-RT40(M) M3X0.5 46 11 4.0 3.2 6 GH5
1 M4X0.7-RT20(S) - M4X0.7 52 13 5.0 4.0 7 GH6
4 M4X0.7-RT20(M) M4X0.7-RT40(M) M4X0.7 52 13 5.0 4.0 7 GH6
1 M5X0.8-RT20(S) - M5X0.8 60 16 5.5 4.5 7 GH6
4 M5X0.8-RT20(M) M5X0.8-RT40(M) M5X0.8 60 16 5.5 4.5 7 GH6
1 M6X1.0-RT20(S) - M6X1.0 62 19 6.0 45 7 GH7
4 M6X1.0-RT20(M) M6X1.0-RT40(M) M6X1.0 62 19 6.0 4.5 7 GH7
1 M8X1.25-RT20(S) - M8X1.25 70 22 6.2 5.0 8 GH7
4 M8X1.25-RT20(M) M8X1.25-RT40(M) M8X1.25 70 22 6.2 5.0 8 GH7
1 M10X1.25-RT20(S) - M10X1.25 75 24 7.0 55 8 GH7
4 M10X1.25-RT20(M) | M10X1.25-RT40(M) M10X1.25 75 24 7.0 515 8 GH7
1 M10X1.5-RT20(S) - M10X1.5 75 24 7.0 55 8 GH7
4 M10X1.5-RT20(M) M10X1.5-RT40(M) M10X1.5 75 24 7.0 515) 8 GH7
1 M12X1.0-RT20(S) - M12X1.0 82 29 8.5 6.5 9 GH7
4 M12X1.0-RT20(M) M12X1.0-RT40(M) M12X1.0 82 29 8.5 6.5 € GH7
1 M12X1.25-RT20(S) - M12X1.25 82 29 8.5 6.5 9 GH7
4 M12X1.25-RT20(M) | M12X1.25-RT40(M) M12X1.25 82 29 8.5 6.5 9 GH7
1 M12X1.5-RT20(S) - M12X1.5 82 29 8.5 6.5 9 GH7
4 M12X1.5-RT20(M) M12X1.5-RT40(M) M12X1.5 82 29 8.5 6.5 9 GH7
1 M12X1.75-RT20(S) - M12X1.75 82 29 8.5 6.5 9 GH8
4 M12X1.75-RT20(M) | M12X1.75-RT40(M) M12X1.75 82 29 8.5 6.5 9 GH8
x For general use for both steels and non-ferrous metal
% Wear resistance highly improved by the use of TiN, TiICN coating for high efficiency tapping operations
x |deal for tapping non-ferrous alloys such as aluminum, zinc, copper, etc
D Applicable workpiece range
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Uncoated TiN TiCN
HSSE | 'unsot| |HC20T| |HC10T
(mm)
Designation . _
Thread size L | d K Ki Limits
2P 4P
M3X0.5-SR20 M3X0.5-SR40 M3X0.5 46 18 4.0 3.2 6 GH6
M3.5X0.6-SR20 M3.5X0.6-SR40 M3.5X0.6 48 18 4.0 3.2 6 GH6
M4X0.7-SR20 M4X0.7-SR40 M4X0.7 52 20 5.0 4.0 7 GH7
M5X0.8-SR20 M5X0.8-SR40 M5X0.8 60 22 515 4.5 7 GH7
M6X1.0-SR20 M6X1.0-SR40 M6X1.0 62 24 6.0 4.5 7 GH7
x For general use for tapping aluminum, magnesium and zinc as well as non-ferrous metal
x Wear resistance highly improved by the use of TiN, TiCN coating for high efficiency tapping operations
% |deal for tapping steel, non-ferrous materials and stainless steel
D Applicable workpiece range
Stain- Ductile Aluminum | Nagnesium | - Zinc- o Thermo-
Alloy | Quenched and Tool | Cast | Cast Brass- Rolled Titanium . | Thermo-
Carbon steel less : cast | Copper | Brass Bronze| , . oast, | st | cast, setting "
Division steel | tempered steel steel steel | steel | iron [ cast aluminum dopd | aloed | alloyed alloy plstics plastics
C |C02%%| C 25~45 | 45~55 | 50~60 AC :
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