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Now in AH8000 grade or TCT18FR/R-ISO for
burr-less threading for Thread Turning Tool Series
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TUNGTHREAD

e

Effective threading tools for CNC lathes,
Swiss-type lathes, and multitasking machines
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I TUNGTHREAD

Lay-down inserts

Offers various types of threading inserts p.5

Double clamping method ensures secure insert positioning for threading standard API threads.

TETRAMCEUT p.50

First-choice threading tool for use in Swiss-type machines, featuring 4 fully edged threading insert. Also
suited for threading small diameter parts in standard CNC lathes without interference with the lathe center.

DUOJCUT p.56

Offers various tools for all threading operations in Swiss-type lathes.

J-SERIES p.62

Complementary tool series for threading operations in Swiss-type machines.
The insert features 3 cutting edges. Also suited for the use in cam-driven automatic lathes.

TINYIMTURN p.64

Internal threading tool for diameters as small as @4 mm. Internal coolant supply with optimized coolant
hole position.

TUNGT-CLAMP?P P71

Features highly secure insert clamping mechanism with insert securely locked in position by a clamp.
Grooving insert or threading insert fits the same holder.

Tangential inserts p.75

Ensures a wider thread pitch application range with less tool investment for ACME and STUB ACME
threads. The full profile insert helps attain close thread dimension and eliminates burrs.

Chaser p.82

Multiple pointed inserts for efficient threading of APl Round and Buttress threads.
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ACCELERATED MACHINING I

Laydown inserts

Expansion AH8015 grade for Universal threading

www.tungaloy.com 5




TUNGTHREAD

Wide lineup of economical M-class inserts for

Il B style chipbreaker - first choice for general threading

16ER™*-B
16IR***-B
22ER*™*-B
22IR**-B

16ER™-M
16IR**-M

AHZ725

PVD-coated grade

without chipbreaker with chipbreaker
16ER151SO 16ER15ISO-B 16ER1 5ISO M
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Material : 845C
Screw Size :M24 X 1.5 (external threading)
Cutting speed : Vc =180 m/min

— NSS9S530

advantage in cost per insert

quality and wear resistance

— AHZ725

PVD-coated grade

edge preparation

PVD-coated grade
PREMIUMTEC

Special surface technology
Nano-multi-layered AITiN coating
with high Al content

- Increases hardness by 20%
- Prevents micro cracks from developing

— Long tool life & stable machining

Improved adhesion strength

— Prevents notch wear that tends to
occur in machining heat-resistant
alloys

Newly developed substrates

Provides excellent surface finish quality with

M style chipbreaker - for better surface finish
and fracture resistance

Coating surface smoothness is significantly improved
to reduce build-up edge for better surface finish

Superior fracture resistance with optimized cutting

— AH8000 &

Conventional

NS9530 |
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ACCELERATED MACHINING

AHS8O0OIS / Threading

Insert : 16ER15ISO
Workpiece material : SUS304

M Cutting speed : Ve =100 m/min
pitch :1.5mm
Machining : External threading
015 Infeed method : Radial infeed

Coolantt : Wet
g 01 After 432 thread After 216 thread
§ - :
2
£
& 0.05
£

0 100 200 360 400 500 AHB‘IS Conventional

Number of screws machined (pcs)

Cutting speed Vc (m/min)

IS0 eterie Hardness AH725 AH8015 313V NS9530 TH10
<200 HB 80 - 180 80 - 180 100 - 200 150 - 200 -
. Carbon steel
>200 HB 60 -160 60 -160 100 - 150 100 - 170 -
M Stainless steel o 50 - 130 50 - 130 70 -130 - -
. Cast iron - - - 70 - 150 - 70 -90
. Aluminium - - - - - 100 - 500
. Heat-resistance alloys - - - - 10 - 40
H High hardened steel 50 - 60 HRC - - - - 10 - 30
www.tungaloy.com 7



I TUNGTHREAD

Bl INSERT

60° thread angle

Applicable toolholders
PDX RE PDX M=z External Internal
RE
) - [ 6 SNR/L000K06SC...
; 6 > > I l‘\ & SNR/LO00*HO06...
Il a © 2B 1 SNR/L™1...
g < © 16 | CER/L™16... TSNR/L*™16
B-SER/L**16 SNR/L**16...
IC 5.56 B-CER/L**16 TCNR/L**16...
BC-SER/L**16 CNR/L**16...
Right hand insert Right hand insert o o
for external threading shown. for internal threading shown. 22 CER/L™22... TSNR/L™22
SNR/L*22...
TCNR/L*22...
CNR/L*™22...
. . 27 | CER/L*27... CNR/L*™27...
Partial-profile inserts
e 5 External insert Internal insert
N o
[ = Grad
21 pitch — . . rades . ' Grades
8 g Designation|  Coating ey | IC |PDX|PDY| RE [Designation| Coating ey | IC |PDX|PDY| RE
= I AH725 | T313V | TH10 AH725 | T313V | TH10
6 0.5~15 48~16 R 6IRA60 [ (] - 09 - 0.04
11 0.5~1.5 48~16 R 11IRA60 [ ] [ J [ J 6.35 0.9 0.7 0.04
11 0.5~1.5 48~16 L 11ILA60 [ J [ J ([ J 6.35 09 0.7 0.04
16 0.5~1.5 48~16 R |16ERA60 [ [ J [ J 9.525 0.9 0.7 0.06|16IRA60 [ J ([ [ 9.525 0.9 0.7 0.04
16 0.5~1.5 48~16 L |16ELA60 [ ] [ J [ J 9.525 0.9 0.7 0.06|16ILA60 [ J [ J ([ J 9.525 0.9 0.7 0.04
16 0.5~3 48~8 R |[16ERAG60 [ [ J 9.525 1.6 1.2 0.06|16IRAG60 [ J [ 9525 1.6 1.2 0.04
16 1.75~3 14~8 R |16ERG60 [ ] [ J [ J 9.525 1.6 1.2 0.22|16IRG60 [ J [ J ([ J 9525 1.6 1.2 0.12
16 1.75~3 14~8 L [16ELG60 [ [ J 9.525 1.6 1.2 0.22|16ILG60 [ J ([ [ 9525 1.6 1.2 0.12
22 3.5~5 7~5 R |22ERN60 [ ] [ J [ J 12.7 25 1.7 0.44(22IRN60 [ J [ J ([ J 127 25 1.7 025
22 3.5~5 7~5 L [22ELN60 ([ [ J 127 25 1.7 0.44(22ILN60 [ J ([ 127 25 1.7 025
27 4-6 6~4 R |27ERZ60 [ ] [ J 15.875 3.2 2.2 0.5 |27IRZ60 [ J [ J 15875 32 22 0.28
Partial-profile inserts with chipbreaker
Q 5 External insert Internal insert
o
> 5 Grades
«| Pitch | TPI |O] Grades
o T | Designation| Coating Cermet IC |PDX|PDY| RE |Designation| Coating Cermet IC |PDX|PDY| RE
= T AH725 NS9530 AH725 NS9530
11 0.5~1.5 48~16 R 111IRA60-B [ J 6.35 0.9 0.7 0.04
11 0.5~1.5 48~16 R 11IRA60-M [ J 6.35 09 0.7 0.04
16 0.5~1.5 48~16 R |16ERA60-B [ M 9.525 0.9 0.8 0.05|16IRA60-B [ M 9.525 0.9 0.8 0.05
16 0.5~1.5 48~16 R |16ERA60-M [} 9525 0.9 0.7 0.06|16IRA60-M [} 9.525 0.9 0.7 0.04
16 0.5~3 48~8 R |16ERAG60-B [ M 9.525 1.7 1.2 0.06 16IRAG60-B [ M 9.525 1.7 1.2 0.05
16 0.5~3 48~8 R |16ERAG60-M [ ] [ ] 9525 1.6 1.2 0.06|16IRAG60-M [ ] [ ] 9.6525 1.6 1.2 0.04
16 1.75~3 14~8 R |16ERG60-B [ 9.525 1.7 1.2 0.17|16IRG60-B [ 9525 1.7 12 0.1
16 1.75~3 14~8 R |16ERG60-M [ J 9.525 1.6 1.2 0.22|16IRG60-M [ J 9525 16 1.2 0.14
22 3.5~5 7~5 R |22ERN60-B [ M 127 25 1.7 0.32(22IRN60-B [ 127 25 1.7 0.19

Note: @* There are two different types of shims for AH725 inserts dependent on the
chipbreaker used. Always choose the correct shim from the table on Page 21 before use. If a
mismatched shim is used for an AH725 insert, proper insert support is not provided, resulting in
unsuccessful tool performance and short tool life.

may require an alternative shim.

AH725 may require an alternative shim. Please check your
insert specification on Page 21.

AH725

Insert with
B type chip-breaker

Incorrect insert and shim setting

shim pl

Holder

@ : Line-up / Packing Quantity = 5 pcs.

TungThread




ACCELERATED MACHINING

55° thread angle

Applicable toolholders
Mz External Internal
6 SNR/LO00*K06SC...
SNR/LO00*HO06...
11 SNR/L*11...
16 | CER/L*16... TSNR/L**16
B-SER/L**16 SNR/L**16...
B-CER/L**16 TCNR/L**16...
BC-SER/L**16 CNR/L*186...
Right hand insert Right hand insert o o
for external threading shown. for internal threading shown. 22 CER/L™22... TSNR/L™22
SNR/L*22...
TCNR/L*22...
CNR/L*22...
Partial-profile inserts
e 5 External insert Internal insert
N ]
» i e Grades Grades
+| Pitch | TPI |©° i i - ] . . . U
8 g Designatior Coating | sMaq| IC |PDX|PDY|RE | Designatior Coating | .WM4| IC |PDX|PDY| RE
= T AH725 | T313V | TH10 AH725| T313V | TH10
6 0.5~1.5 48~16 R 6IRA55 [ J [ J - 09 - 0.07
11 0.5~1.5 48~16 R 11IRA55 [ J [ ([ 6.35 09 0.7 0.07
16 0.5~1.5 48~16 R |16ERA55 [ ] ( ] [ ] 9.525 0.9 0.7 0.07]|16IRA55 [ J [ J ([ J 9525 0.9 0.7 0.07
16 0.5~3 48~8 R |16ERAG55 [ J 9525 1.7 1.2 0.07|16IRAG55 [ ] 9.625 1.7 1.2 0.07
16 1.75~3 14~8 R |16ERG55 [ ] [ J [ J 9.525 1.6 1.2 0.25|16IRG55 [ J [ J [ J 9525 1.7 12 025
22 3.5~5 7~5 R |[22ERN55 [ [ J [ J 127 25 1.7 0.5 [22IRN55 [ J [ [ 127 25 1.7 05
Partial-profile inserts with chipbreaker
e 5 External insert Internal insert
N o
[ i Y= Grades Grades
€ | Pitch TPI | © ) ) ) i
g T | Designation Coating IC |PDX|PDY| RE | Designation Coating IC |PDX|PDY| RE
£ T AH725 AH725
16 0.5~3 48~16 R |16ERAG55-B [ 9.525 1.7 1.2 0.07|16IRAG55-B [ M 9.525 1.7 1.2 0.05
16 1.75~3 14~8 R |16ERG55-B [ 9.525 1.7 1.2 0.23|16IRG55-B [ M 9.6525 1.7 12 0.2
Note: @* There are two different types of shims for AH725 inserts dependent on the AH725
chipbreaker used. Always choose the correct shim from the table on Page 21 before use. If a E?%mm:)-breaker
mismatched shim is used for an AH725 insert, proper insert support is not provided, resulting in
unsuccessful tool performance and short tool life. hing shim pl it
may require an alternative shim. Holder

AH725 may require an alternative shim. Please check your
insert specification on Page 21.

Incorrect insert and shim setting

@ : Line-up / Packing Quantity = 5 pcs.

www.tungaloy.com 9




I TUNGTHREAD

ISO metric

> Applicable toolholders
1/8P [ RE PDX psert External Internal
4 - BN _ 6 SNR/LO00*K06SC...
' = SNR/LO0O*HOS...
— — © I 11 SNR/L™11...
< 16 | CER/L*™16... TSNR/L**16
Y B-SER/L**16 SNR/L**16...
5.56 B-CER/L**16 TCNR/L**16...
Richt hand insert Richt hand insert BC-SER/L**16 CNR/L**16...
[¢] and Insel l[¢] and Insel ok e
for external threading shown. for internal threading shown. 22 CER/L™22... TSNR/L*22
SNR/L*22...
TCNR/L*22...
CNR/L*22...
. 27 | CER/L*27... CNR/L*™27...
Full-profile inserts
o 5 External insert Internal insert
@ —_ 3 Grades Grades
S| Piteh || 5 | o sianati i ignati . Un
o < Designation Coating comeda | 1C |PDX|PDY| RE | Designation Coating coated| 1C |PDX|PDY| RE
j=
= T AH725§H80151T313V TH10 AH725|AH8015[ T313V| TH10
6 0.75 R 6IR075ISO [ J [ J - 05 - 0.05
6 1 R 6IR101SO [ J [ J - 09 - 007
6 1.25 R 6IR1251SO [ J [ J - 09 - 0.09
6 15 R 6IR151SO [ J [ J - 09 - 011
6 1.75 R 6IR1751SO [ J [ J - 09 - 0.12
6 2 R 6IR20ISO [ J [ J - 09 - 0.14
11 05 R 11IR051SO [ J [ J 6.35 05 1.2 0.04
11 0.75 R 11IR0751SO @ 6.35 05 1.2 0.05
11 1 R 11IR10ISO [ J [ J [ J 6.35 09 0.7 0.07
11 1 L 11IL10ISO [ J 6.35 09 0.7 0.07
11 1.25 R 11IR1251SO [ J 6.35 09 0.7 0.09
11 125 L 11IL1251SO [ J 6.35 09 0.7 0.09
11 15 R 11IR151SO [ J [ J [ J 6.35 09 0.7 0.11
11 15 L 11IL151SO [ J 6.35 09 0.7 0.11
11 1.75 R 11IR1751SO [ J [} 6.35 09 0.7 0.12
11 175 L 11IL1751SO [ J 6.35 09 0.7 0.12
11 2 R 11IR20I1SO [ J [} 6.35 09 0.7 0.14
11 2 L 111L201SO [ ] 6.35 09 0.7 0.14
16 0.5 R [ 16ER05ISO [ J ® 9525 05 1.2 0.06|16IR05ISO [ J 9.525 0.5 1.2 0.04
16 0.75 R |16ER0751SO @ [ J ® 9525 05 1.2 0.09|16IR0751SO @ 9.525 0.5 1.2 0.05
16 1 R [ 16ER10ISO [ J [ J ® 9525 09 0.7 0.13]|16IR10ISO [ J [ J ® 9525 09 0.7 0.07
16 1 L | 16EL10ISO 9.525 0.9 0.7 0.13|16IL10ISO [ J 9.525 0.9 0.7 0.07
16 1.25 R|16ER125I1SO @ [ J 9525 09 0.7 0.16|16IR1251SO @ 9.525 0.9 0.7 0.09
16 1.25 L | 16EL1251SO 9.525 0.9 0.7 0.16|16IL125I1SO [ J 9.525 0.9 0.7 0.09
16 1.5 R [ 16ER15ISO [ J [ J ® 9525 09 0.7 0.19|16IR15ISO [ J [ J ® 9525 09 0.7 0.11
16 1.5 L | 16EL15I1SO 9.525 0.9 0.7 0.19]16IL15ISO [ J 9.525 0.9 0.7 0.11
16 1.75 R|16ER1751SO @ [ J 9525 1.6 1.2 0.22]|16IR1751SO @ [ J 9.525 1.6 1.2 0.12
16 2 R [ 16ER20ISO [ J (] [ J ® 9525 16 1.2 0.25]|16IR20ISO [ J [ J ® 9525 16 1.2 0.14

® : New item
@ : Line-up / Packing Quantity = 5 pcs.

10 TungThread



ACCELERATED MACHINING

.g § External insert Internal insert

g Pitch E s . . Grades Grades

8 T | Designation Coating Uncoated IC |PDX|PDY| RE | Designation Coating Uncoated IC |PDX|PDY| RE
= T AH725 | T313V | TH10 AH725 | T313V | TH10

16 2 L [ 16EL20ISO [ ] 9525 1.6 1.2 0.25]|16IL20I1SO (] 9.525 16 1.2 0.14
16 2.5 R [ 16ER25ISO ([ J ([ J [ J 9.525 1.6 1.2 0.31|16IR251SO [ [ [ 9525 1.6 1.2 0.18
16 3 R | 16ER30ISO [ ] [ J [ J 9.525 1.6 1.2 0.38|16IR30ISO ([ J [ J [ J 9525 16 1.2 0.21
16 3 L [ 16EL30ISO 9.525 1.6 1.2 0.38]|16IL30ISO [ J 9.525 16 1.2 0.21
22 3.5 R | 22ER351SO [ J [} 127 25 1.7 0.44(22IR35ISO [} ([} 127 25 1.7 025
22 4 R | 22ER401SO o o 127 25 1.7 0.5 [22IR40ISO o o 127 25 1.7 0.28
22 45 R | 22ER451SO [ ] 127 25 1.7 0.56(22IR451SO (] 127 25 1.7 0.32
22 5 R | 22ER501SO [ ] ([ J 12.7 25 1.7 0.63(22IR50ISO [ J [ J 127 25 1.7 0.35
27 6 R | 27ER60ISO [ ] [ ] 15.875 3.2 2.2 0.75|27IR60ISO ( ] ( ] 15.875 3.2 22 042
Full-profile inserts with chipbreaker

.g ‘g‘ External insert Internal insert

.2 Pitch E s (:?-rades o grades

2 g Designation Coating Cermet| IC |[PDX|PDY| RE | Designation Coating Cermet| IC |PDX|PDY|RE
- T AH725 [AH8015| NS9530 AH725 | AH8015 | NS9530

11 0.5 R 11IR051SO-B [ ] 6.35 05 1.2 0.04
11 0.5 R 11IR051SO-M ([ J 6.35 05 1.2 0.04
11 0.75 R 11IR075I1SO-B [ ] 6.35 05 1.2 0.05
11 0.75 R 11IR0751SO-M ([ J 6.35 05 1.2 0.05
11 1 R 11IR10ISO-B [ J 6.35 09 0.7 0.08
11 1 R 11IR10ISO-M ([ 6.35 09 0.7 0.08
11 1.25 R 11IR1251S0-B [ J 6.35 09 0.7 0.1
11 1.25 R 11IR1251SO-M ([ J 6.35 09 0.7 01
11 1.5 R 11IR151S0O-B [ ] 6.35 09 0.7 0.12
11 1.5 R 11IR151SO-M ([ J 6.35 09 0.7 0.12
11 1.75 R 11IR1751SO-B [ ] 6.35 09 0.7 0.12
11 1.75 R 11IR1751SO-M ([ 6.35 09 0.7 0.12
11 2 R 111R201SO-B [ J 6.35 09 0.7 0.14
11 2 R 11IR20I1SO-M [ ] 6.35 09 0.7 0.14
16 0.5 R | 16ER051SO-M [ ] 9.525 0.5 1.2 0.06

16 0.75 R [ 16ER075ISO-B [ N 9.525 0.6 0.6 0.08

16 0.75 R | 16ER0751SO-M [ ] 9.525 0.5 1.2 0.09

16 1 R | 16ER10ISO-B [ 9.525 0.7 0.7 0.11(16IR10ISO-B [ 9.525 0.7 0.6 0.05
16 1 R | 16ER101SO-M ( ] [ J 9.525 0.9 0.7 0.13(16IR10ISO-M () [ J 9.525 0.9 0.7 0.08
16 1.25 R [ 16ER1251SO-B o 9.525 0.9 0.8 0.14(16IR1251SO-B [ 9.525 09 0.8 0.07
16 1.25 R | 16ER1251SO-M [ ] [ ] 9.525 0.9 0.7 0.16|16IR1251SO-M [ ] 9.525 09 0.7 0.1
16 1.5 R [ 16ER151SO-B [ N 9.525 1 0.8 0.19|16IR151SO-B [ 9.525 1 0.8 0.08
16 1.5 R | 16ER151SO-M ( ] [ ] [ ] 9.525 0.9 0.7 0.19(16IR151SO-M [ ] (] [ J 9.525 0.9 0.7 0.12
16 1.75 R | 16ER1751SO-B [ 9.525 1.2 09 0.2 [16IR1751SO-B [ 9.525 1.2 09 0.10
16 1.75 R | 16ER1751S0O-M [ J 9.525 1.6 1.2 0.22(16IR1751SO-M [ J 9525 1.6 1.2 0.14
16 2 R | 16ER201SO-B [ 9525 1.3 1 0.24(16I1R201SO-B [ 9525 13 1 0.1
16 2 R | 16ER201SO-M [ J [} 9525 1.6 1.2 0.25|16IR20ISO-M [ J 9525 16 1.2 0.14
16 2.5 R [ 16ER25ISO-B [ 9.525 1.5 1.1 0.3 [16IR251SO-B o 9.525 15 1.1 0.14
16 2.5 R | 16ER251SO-M [ ] 9.525 1.6 1.2 0.31|16IR251SO-M [ ] 9.525 16 1.2 0.18
16 3 R [ 16ER301SO-B [ 9.525 1.6 1.2 0.38(16IR30I1SO-B [ M 9.525 15 1.1 0.18
16 3 R [ 16ER30ISO-M [ J 9.525 1.6 1.2 0.38|16IR30ISO-M [ ] 9.525 1.6 1.2 0.21
22 35 R [ 22ER351S0-B [ 127 23 1.6 048

22 4 R | 22ER401SO-B ( 127 23 1.6 0.52

Note: @* There are two different types of shims for AH725 inserts dependent on the chipbreaker used. Always choose the correct shim from the table on Page 21
before use. If a mismatched shim is used for an AH725 insert, proper insert support is not provided, resulting in unsuccessful tool performance and short tool life.

may require an alternative shim.

AH725 may require an alternative shim. Please check your ® : New item
insert specification on Page 21. ® : Line-up / Packing Quantity = 5 pcs.
www.tungaloy.com 11



I TUNGTHREAD

Unified

Applicable toolholders
PDX Mz External Internal
) v | RE 11 SNR/L™11...
\ e ET 4 16 | CER/L™16... TSNR/L*16
a B-SER/L**16 SNR/L*16...
- - B-CER/L*16 TCNR/L*16...
BC-SER/L*16 CNR/L**16...
22 |CER/L™22... TSNR/L*22
ROt TONRIL"2z..
CNR/L*22...
Full-profile inserts
.g ‘g’ External insert Internal insert
2| Piteh |z |5 Grades Grades
§| )| |2| Designation Coating IC |PDX|PDY| RE Designation Coating IC |PDX|PDY| RE
= T AH725 | T313V AH725 | T313V
11 (0.794) 32 R 11IR32UN [ 6.35 0.5 1.2 0.06
11 (0.907) 28 R 11IR28UN [ 6.35 0.5 1.2 0.06
11 (1.058) 24 R 11IR24UN [ 6.35 0.9 0.7 0.07
11 (1.27) 20 R 11IR20UN ® 6.35 0.9 0.7 0.09
11 (1.411) 18 R 11IR18UN [ 6.35 0.9 07 0.1
11 (1.588) 16 R 11IR16UN () 6.35 0.9 0.7 0.11
11 (1.814) 14 R 11IR14UN ® 6.35 0.9 0.7 013
16 (0.794) 32 R |16ER32UN ® 9.525 0.5 1.2 0.1 [16IR32UN () 9.525 0.5 1.2 0.06
16 (0.907) 28 R [16ER28UN ® 9.525 0.5 1.2 0.11[16IR28UN ® 9.525 0.5 1.2 0.06
16 (1.058) 24 R |16ER24UN ® 9.525 0.9 0.7 0.13|16IR24UN () 9.525 09 0.7 0.07
16 (1.27) 20 R|16ER20UN ® 9.525 0.9 0.7 0.16|16IR20UN ® 9.525 0.9 0.7 0.09
16 (1.411) 18 R|16ER18UN ) 9.525 0.9 0.7 0.18|16IR18UN () 9525 09 0.7 0.1
16 (1.588) 16 R |16ER16UN o ® 9.525 0.9 0.7 0.2 |16IR16UN ® e 9525 0.9 0.7 0.11
16 (1.814) 14 R|16ER14UN ) () 9525 1.6 1.2 0.23|16IR14UN ) [ 9525 1.6 1.2 0.13
16 (1.954) 13 R |16ER13UN e 9525 1.6 1.2 0.2416IR13UN ® 9525 1.6 1.2 0.14
16 (2.117) 12 R|16ER12UN [ ® 9525 1.6 1.2 0.27 16IR12UN ) ® 9525 1.6 1.2 0.15
16 (2.309) 11 R [16ER11UN (] 9.525 1.6 1.2 0.29(16IR11UN ) 9525 1.6 1.2 0.16
16 (2.54) 10 R|16ER10UN ® 9525 1.6 1.2 0.32|16IR10UN ® 9525 1.6 1.2 0.18
16 (2.822) 9 R [16ER9UN ® 9.525 1.6 1.2 0.35[16IRQUN ] 9525 1.6 1.2 0.2
16 (3.175) 8 R |[16ERS8UN ® ® 9.525 1.6 1.2 0.4 [16IR8UN [ ® 9.525 1.6 1.2 022
22 (3.629) 7 R|22ER7UN ® 12.7 25 1.7 0.45[22IR7UN [ 127 25 1.7 025
22 (4.233) 6 R|22ER6UN ® 127 25 1.7 0.53|22IR6UN [ 127 25 1.7 03
22 (5.08) 5 R|22ER5UN ® 12.7 25 1.7 0.64|22IR5UN ® 127 25 1.7 0.36

@ : Line-up / Packing Quantity = 5 pcs.

12 TungThread



ACCELERATED MACHINING

Full-profile inserts with chipbreaker

.g % External insert Internal insert

ZA - | %= Grades Grades

§ Piteh | & é Designation Coating | Cermet | IC |PDX|PDY| RE | Designation Coating | Cermet | IC |PDX|PDY| RE
= T AH725 | NS9530 AH725 | NS9530

16 (1.058) 24 R | 16ER24UN-B [ 9.525 0.8 0.7 0.11

16 (1.058) 24 R [16ER24UN-M [ J 9.525 0.9 0.7 0.13

16 (1.27) 20 R |16ER20UN-B [ 9.525 0.9 0.8 0.14|16IR20UN-B [ 9.525 0.9 0.8 0.06
16 (1.27) 20 R |[16ER20UN-M [ J 9.525 0.9 0.7 0.16|16IR20UN-M [ J 9.525 0.9 0.7 0.09
16 (1.411) 18 R [16ER18UN-B [ M 9.525 1 0.8 0.15|16IR18UN-B [ M 9.525 1 0.8 0.08
16 (1.411) 18 R [16ER18UN-M [ J 9.525 0.9 0.7 0.18| 16IR18UN-M [ J 9.525 0.9 0.7 0.1
16 (1.588) 16 R [ 16ER16UN-B [ 9.525 1.1 0.9 0.19|16IR16UN-B [ 9.525 1.1 0.9 0.09
16 (1.588) 16 R | 16ER16UN-M [ J 9.525 0.9 0.7 0.2 |16IR16UN-M [ J 9.525 0.9 0.7 0.11
16 (1.814) 14 R [16ER14UN-B [ 9.525 1.2 1 0.22|16IR14UN-B [ 9525 1.2 0.9 0.1
16 (1.814) 14 R |[16ER14UN-M [ J 9.525 1.6 1.2 0.23|16IR14UN-M [ J 9525 16 1.2 0.13
16 (1.954) 13 R [16ER13UN-B [ 9525 13 1 024

16 (2.117) 12 R [16ER12UN-B [ 9.525 1.4 1.1 0.25|16IR12UN-B [ 9.525 1.4 1.1 0.12
16 (2.117) 12 R [16ER12UN-M [} 9.525 1.6 1.2 0.27|16IR12UN-M [ J 9525 16 1.2 0.15
16 (3.175) 8 R |16ER8UN-B [ 9.525 1.6 1.2 0.41|16IR8UN-B [ 9525 15 1.1 0.19
16 (3.175) 8 R [16ER8UN-M [ J 9.525 1.6 1.2 0.4 |16IR8UN-M [ J 9.525 1.6 1.2 0.22
Note: @* There are two different types of shims for AH725 inserts dependent on the AH725

Insert with

chipbreaker used. Always choose the correct shim from the table on Page 21 before use. If a B type chip-breaker

mismatched shim is used for an AH725 insert, proper insert support is not provided, resulting in

unsuccessful tool performance and short tool life. Mismatching shim placement

may require an alternative shim. Holder

AH725 may require an alternative shim. Please check your
insert specification on Page 21.

Incorrect insert and shim setting

@ : Line-up / Packing Quantity = 5 pcs.
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I TUNGTHREAD

Whitworth

Applicable toolholders
RE PDX peart External Internal
6 SNR/LO00*K06SC...
SNR/LO00*HOB...
“E | e TONRILATS
B-SER/L**16 SNR/L**16...
5.56 B-CER/L**16 TCNR/L**16...
Right hand insert Right hand insert BC-SEE/L**16 CNR/L:1 6...
for external threading shown. for internal threading shown. 22 CER/L™22... TSNR/L*22
SNR/L*22...
TCNR/L*22...
CNR/L*22...
Full-profile inserts
.g § External insert Internal insert
& | Pitch |z |5 Grades Grades
gl )|F | 2| Designation Coating | .sM.q| IC |PDX/PDY|RE| Designation Coating | oM.y | IC |PDX|PDY|RE
= g AH725 | T313V | TH10 AH725 | T313V | TH10
6 (1.337) 19 R 6IR19W ([ J [ J = 0.9 - 047
1 (1.337) 19 R 11IR19W o [ J [ J 6.35 09 0.7 0.17
11 (1.814) 14 R 11IR14W ([} [ J o 6.35 09 0.7 0.23
6 (0.907) 28 R |16ER28W [ [ J 9525 09 0.7 0.11]16IR28W [ J 9.525 09 0.7 0.11
16 (0.97) 26 R |16ER26W { ] 9.525 0.9 0.7 0.12]16IR26W ( ] 9.525 09 0.7 0.12
16 (1.27) 20 R |16ER20W [ 9525 0.9 0.7 0.16]|16IR20W [ 9525 0.9 0.7 0.16
16 (1.337) 19 R | 16ER19W [ J [ J 9.525 0.9 0.7 0.17]|16IR19W (] 9.525 09 0.7 0.17
6 (1.411) 18 R [16ER18W [ J 9.525 09 0.7 0.18]16IR18W [ J 9.525 09 0.7 0.18
16 (1.588) 16 R | 16ER16W ([} [ J 9525 0.9 0.7 0.2 |16IR16W ([} [ J 9525 09 0.7 0.2
6 (1.814) 14 R |16ER14W (] [ ] [ J 9525 1.6 1.2 0.23]|16IR14W [ J [ ] [ ] 9.525 16 1.2 0.23
16 (1.814) 14 L [16EL14W (] 9.525 16 1.2 0.23
6 (2.117) 12 R |16ER12W [ [ J 9525 1.6 1.2 0.27]|16IR12W [ [ J 9525 1.6 1.2 0.27
16 (2.309) 11 R |[16ER11W ([ J [ J [ J 9525 1.6 1.2 0.29]|16IR11W ([} [} [} 9525 1.6 1.2 0.29
16 (2.54) 10 R|16ER10W [ J [ ] 9.525 1.6 1.2 0.32]16IR10W [ J [ ] 9.525 16 1.2 0.32
16 (2.822) 9 R |16ER9W (] 9.525 1.6 1.2 0.35|16IR9W ( ] 9.525 16 1.2 0.35
6 (3.175) 8 R |16ER8W [ [ J 9525 1.6 1.2 0.4 |16IR8W [ [ J 9525 16 12 04
22 (3.629) 7 R|22ER7TW ([} 127 25 1.7 0.45(22IR7TW [} 127 25 1.7 045
2 (4.233) 6 R|22ER6W [ J 12.7 25 1.7 0.53|22IR6W [ J 127 25 1.7 0.53
22 (5.08) 5 R|22ER5W (] 12.7 25 1.7 0.64|22IR5W (] 127 25 1.7 0.64
Full-profile inserts with chipbreaker
.g % External insert Internal insert
% | Piteh |z |5 Grades Grades
§ (F )& | 2| Designation Coating Cermet | IC |PDX|PDY| RE | Designation Coating Cermet | IC |PDX|PDY|RE
= T AH725 | AH8015 | NS9530 AH725 | AH8015 | NS9530
16 (1.337) 19 R |[16ER19W-B [ M 9.525 1 0.8 0.16
6 (1.337) 19 R | 16ER19W-M ([ 9.525 0.9 0.7 0.17(16IR19W-M (] 9525 0.9 0.7 0.17
16 (1.588) 16 R |[16ER16W-B o 9525 1.1 09 0.2 [16IR16W-B o 9.525 1.1 09 0.18
6 (1.814) 14 R |16ER14W-B o 9.525 12 1 0.24(16IR14W-B o 9525 12 1 0.21
16 (1.814) 14 R |16ER14W-M [ J 9.525 1.6 1.2 0.23(16IR14W-M [ J [ J 9525 1.6 1.2 0.23
6 (2.309) 11 R|16ER11W-B o 9525 15 1.1 0.27(16IR11W-B o 9.625 15 1.1 0.27
16 (2.309) 11 R [16ER11W-M [ ] 9.525 1.6 1.2 0.29(16IR11W-M [ ] 9525 16 1.2 0.29

Note: @* There are two different types of shims for AH725 inserts dependent on the chipbreaker used. Always choose the correct shim from the table on Page 21 before
use. If a mismatched shim is used for an AH725 insert, proper insert support is not provided, resulting in unsuccessful tool performance and short tool life.

may require an alternative shim.
AH725 may require an alternative shim. Please check your insert specification on Page 21.
® : New item @ : Line-up / Packing Quantity = 5 pcs.
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ACCELERATED MACHINING

Taper pipe (BSPT)

Applicable toolholders
PDX
== PDX Mz External Internal
. Y 6 SNR/LO00*K06SC...
H > 3 SNR/LO00*HO0S...
o 5 1 SNR/L™1...
N © 16 | CER/L*™16... TSNR/L**16
B-SER/L**16 SNR/L**16...
IC B-CER/L**16 TCNR/L**16...
BC-SER/L**16 CNR/L**16...
Right hand insert Right hand insert
for external threading shown. for internal threading shown.
Full-profile inserts
e 5 External insert Internal insert
N o
& | Pitch zls Grades Grades
8| | g Designation Coating | sMeq| IC |PDX|PDY|RE| Designation Coating | oMeq| IC |PDX|PDY| RE
= T AH725(T313V| TH10 AH725/T313V| TH10
6 (1.337) 19 R 6IR19PT [ J [ J - 09 - 0.14
11 (1.337) 19 R 11IR19PT [ J [ J [ 6.35 09 0.7 0.14
11 (1.814) 14 R 11IR14PT [ J [ J [ J 6.35 09 0.7 0.16
16 (0.907) 28 R |16ER28PT [ J [ J 9.525 0.9 0.7 0.09
16 (1.337) 19 R [16ER19PT [ J [ J 9.525 0.9 0.7 0.14|16IR19PT [ J 9.525 0.9 0.7 0.14
16 (1.814) 14 R |[16ER14PT [ J [ J 9.525 1.6 1.2 0.16|16IR14PT [ J [ J [ 9.525 1.6 1.2 0.16
16 (2.309) 11 R [16ER11PT [ J [ J 9.525 1.6 1.2 0.26|16IR11PT [ J [ J [ J 9.525 1.6 1.2 0.26
Full-profile inserts with chipbreaker
@ 5 External insert Internal insert
N o
@ | Pitch zls Grades Grades
9,,3 (l Ll Designation Coating | Cermet IC |PDX|PDY| RE Designation Coating | Cermet IC |PDX|PDY| RE
= T AH725 | NS9530 AH725 | NS9530
16 (1.337) 19 R [16ER19PT-M [} 9.525 0.9 0.7 0.18|16IR19PT-M [} 9.525 0.9 0.7 0.18
16 (1.814) 14 R [16ER14PT-B [ 9.525 1.2 1 0.21|16IR14PT-B [ 9525 1 1.2 0.21
16 (1.814) 14 R [16ER14PT-M [} 9.525 1.6 1.2 0.25|16IR14PT-M [ J 9.525 1.6 1.2 0.25
16 (2.309) 11 R [16ER11PT-B [ 9.525 1.5 1.1 0.28|16IR11PT-B [ 9.525 15 1.1 0.28
16 (2.309) 11 R [16ER11PT-M [ J 9.525 1.6 1.2 0.32|16IR11PT-M [} 9.525 1.6 1.2 0.32
Note: @* There are two different types of shims for AH725 inserts dependent on the AH725

Insert with

chipbreaker used. Always choose the correct shim from the table on Page 21 before use. If a B type chip-breaker

mismatched shim is used for an AH725 insert, proper insert support is not provided, resulting in
unsuccessful tool performance and short tool life.

shim pl it

may require an alternative shim. Holder

AH725 may require an alternative shim. Please check your Incorrect insert and shim setting
insert specification on Page 21.

@ : Line-up / Packing Quantity = 5 pcs.
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I TUNGTHREAD

N

PT

Applicable toolholders
_ oy PDX ppy  'sert External Internal
™ v |,RE ] 6 SNR/LO00*KOBSC...
H o ] SNR/LO00"HOS...
] s 16 | CER/L*16... TSNR/L*16
o © A
l; - © B-SER/L**16 SNR/L**16...
v B-CER/L**16 TCNR/L**16...
3 : BC-SER/L**16 CNR/L*186...
1°474 < IC,| 5.56
Right hand insert Right hand insert
for external threading shown. for internal threading shown.
Full-profile inserts
e 5 External insert Internal insert
N ]
@ | Pitch T |5 Grades Grades
8| | g Designation Coating | oMeq| IC |PDX|PDY| RE | Designation Coating | oMeq| IC |PDX|PDY| RE
= I AH725/T313V| TH10 AH725(T313V| TH10
6 (1.411) 18 R 6IR18NPT [ J [ ] - 09 - 0.03
16 (0.941) 27 R |[16ER27NPT [ J 9.525 0.5 1.2 0.02|16IR27NPT [ ] 9.525 0.5 1.2 0.02
16 (1.411) 18 R |16ER18NPT [ ] [ J 9.525 0.9 0.7 0.03|16IR18NPT [ J 9525 0.9 0.7 0.03
16 (1.814) 14 R |[16ER14NPT ([ 9.525 1.6 1.2 0.04|16IR14NPT [ J ([ 9525 1.6 1.2 0.04
16 (2.209) 11.5 R [16ER115NPT [ ] 9.525 1.6 1.2 0.05|16IR115NPT [ J [ ] 9525 1.6 1.2 0.05
16 (3.175) 8 R |16ER8SNPT [ 9.525 1.6 1.2 0.07|16IR8NPT [ J [ 9525 1.6 1.2 0.07
Full-profile inserts with chipbreaker
e 5 External insert Internal insert
N ]
@ | Pitch T |5 Grades Grades
@,’3 ( ) F | 2| Designation Coating | Cermet IC |PDX|PDY| RE Designation Coating | Cermet IC |PDX|PDY| RE
= :‘E AH725 NS9530 AH725 NS9530
16 (1.411) 18 R |[16ER18NPT-B [ M 9.525 1 0.8 0.05
16 (1.411) 18 R |16ER18NPT-M [ 9.525 0.9 0.7 0.07|16IR18NPT-M [ J 9525 0.9 0.7 0.07
16 (1.814) 14 R |16ER14NPT-B o 9.525 1.2 0.9 0.05|16IR14NPT-B [ 9525 1.2 0.9 0.05
16 (1.814) 14 R |16ER14NPT-M [ 9.525 1.6 1.2 0.08|16IR14NPT-M [ J 9525 1.6 1.2 0.08
16 (2.209) 11.5 R |[16ER115NPT-B o 9.525 1.5 1.1 0.09|16IR115NPT-B [ 9525 15 1.1 0.09
16 (2.209) 11.5 R [16ER115NPT-M [ 9525 1.6 1.2 0.09|16IR115NPT-M [ J 9525 1.6 1.2 0.09
16 (3.175) 8 R |[16ER8NPT-B o 9525 1.8 1.3 0.12|16IR8NPT-B [ 9525 1.8 1.3 0.12
Note: @* There are two different types of shims for AH725 inserts dependent on the AH725
chipbreaker used. Always choose the correct shim from the table on Page 21 before use. If a E?%te“éﬁu)-breaker
mismatched shim is used for an AH725 insert, proper insert support is not provided, resulting in
unsuccessful tool performance and short tool life. hing shim pl; it

may require an alternative shim.
AH725 may require an alternative shim. Please check your
insert specification on Page 21.

Holder

Incorrect insert and shim setting

@ : Line-up / Packing Quantity = 5 pcs.

16

TungThread




ACCELERATED MACHINING

NPTF

Applicable toolholders
o PDX ot External Internal
: 16 | CER/L**16... TSNR/L*16
u B-SER/L**16 SNR/L**16...
E B-CER/L**16 TCNR/L**16...
o - BC-SER/L**16 CNR/L*16...
He47 C,
Right hand insert
for external threading shown.

Full-profile inserts
e 5 External insert Internal insert
— o
& | Pitch T |5 Grades Grades
§| )| & |2| Designation Coating IC |PDX|PDY| RE | Designation Coating IC |PDX|PDY| RE
£ z AH725 AH725
16 (0.941) 27 R |[16ER27NPTF [ ] 9.6525 05 1.2 =
16 (1.411) 18 R |[16ER18NPTF [ ] 9.525 09 0.7 -
16 (1.814) 14 R |[16ER14NPTF [ ] 9.525 16 1.2 - | 16IR14NPTF [ ] 9.525 16 1.2 =
16 (2.209) 11.5 R [16ER115NPTF [ ] 9.525 16 1.2 - | 16IR115NPTF [ ] 9.525 16 1.2 -
16 (3.175) 8 R |[16ER8NPTF [ ] 9.525 16 1.2 - | 16IR8NPTF [ ] 9.525 16 1.2 =

MJ

Applicable toolholders

e External Internal
11 SNR**11...

P,
)
S

Right hand insert
for external threading shown.

o 5 External insert

"% Pitch |z -; Grades

E‘ni ( )J)F | 2| Designation Coating IC | PDX | PDY | RE
£ T AH8015

11 1 R | 11IR10MJ [ J 6.35 0.9 0.7 0.05

@ : Line-up / Packing Quantity = 5 pcs.
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I TUNGTHREAD

30° Trapezoidal (DIN103)

Applicable toolholders
P ..PDX Mz External Internal
&>, > 16 | CER/L™16... TSNR/L™16
M E B-SER/L**16 SNR/L**16...
B-CER/L*16 TCNR/L*16...
. BC-SER/L**16 CNR/L**16...
22 | CER/L*™22... TSNR/L*22
— SNR/L™22...
IC TCNR/L*22...
Right hand insert CNR/L**22
for external threading shown.
27 | CER/L™27... CNR/L*™27...
e 5 External insert Internal insert
A = Grades Grades
¢ | Pitch |& | © N ianati
8 =g Designation Coating IC PDX | PDY Designation Coating IC PDX | PDY
= T AH725 T313V AH725 T313V
16 15 R | 16ER15TR [} 9.525 0.9 0.7 |[16IR15TR [ J 9.525 0.9 0.7
16 2 R | 16ER20TR [ ] [ ] 9.525 1.6 1.3 |[16IR20TR [ ] [ ] 9.5625 1.6 1.3
16 3 R [ 16ER30TR [ J [ J 9.525 1.6 1.3 [16IR30TR [ J [ J 9.525 1.6 1.3
22 4 R | 22ER40TR [ J [ J 12.7 2.5 2 22|R40TR [ J [ J 12.7 2.5 2
22 5 R | 22ER50TR [ J [ J 12.7 25 2 22IR50TR [ J [ J 12.7 2.5 2
27 6 R | 27ER60TR [ J [ J 15.875 3.2 2.5
o .
29° Trapezoidal (ACME)
Applicable toolholders
Insert
&L o External Internal
p ﬁ 16 | CER/L™16... TSNR/L**16
| B-SER/L**16 SNR/L*16...
B-CER/L**16 TCNR/L**16...
BC-SER/L**16 CNR/L*™16...
22 | CER/L™22... TSNR/L*22
—— SNR/L™22...
TCNR/L*™22...
Right hand insert *
for external threading shown. CNR/L™22...
Q 5 External insert Internal insert
N )
& | Pitch zls Grades Grades
§ ( )| |2| Designation Coating IC | PDX | PDY Designation Coating IC | PDX | PDY
= T AH725 T313V AH725 T313V
16 (2.117) 12 R [16ER12ACME [ J 9.525 1.6 1.3 [16IR12ACME [ J 9.525 1.6 1.3
16 (2.540) 10 R [ 16ER10ACME [ J 9.525 1.6 1.3 [16IR10ACME [ J 9.525 1.6 1.3
16 (3.175) 8 R |16ER8ACME [ J [ J 9.525 1.6 1.3 [16IR8ACME [ J [ J 9.525 1.6 1.3
22 (4.233) 6 R |22ER6ACME [ J [ J 12.7 2.5 2 22IR6ACME [ J [ J 12.7 2.5 2
22 (5.080) 5 R |22ER5ACME [ J [ J 12.7 25 2 22IR5ACME [ J [ J 12.7 2.5 2
@ : Line-up / Packing Quantity = 5 pcs.
18 TungThread



ACCELERATED MACHINING

APl Round

Applicable toolholders
P . tm Mz External Internal
; q re || sy 16 | CER/L™16... TSNR/L™16
t’l\ﬂ e ‘ B-SER/L**16 SNR/L**16...
o a B-CER/L*16 TCNR/L*16...
- BC-SER/L**16 CNR/L**16...
od
Right hand insert
for internal threading shown.
Full-profile inserts
e 5 External insert Internal insert
E Pitch |z -.g Grades Grades
g (t )2 Designation Coating IC |PDX|PDY| RE Designation Coating IC |PDX|PDY| RE
= T AH725 T313V AHT725 T313V
16 (2.54) 10 R|16ER10RAPI [} 9525 1.6 1.2 0.36|16IR10RAPI [ J [} 9525 1.6 1.2 0.36
16 (3.175) 8 R |16ER8SRAPI [ ] 9525 1.6 1.2 0.43|16IR8RAPI [ ] [ ] 9.625 1.6 1.2 043
22 (3.175) 8 R 22IR8RAPI-2T [ J 127 45 3 043
Full-profile inserts with chipbreaker
o - |5 External insert Internal insert
N Og | ©
@ | Pitch Eg 5 Grades Grades
§ ( ) gg 8| Designation Coating IC |PDX|PDY| RE | Designation Coating IC |PDX|PDY| RE
£ SE: AH725 AHT725
16 (2.54) 10 R |16ER10RD-CB [ J 9.525 1.2 1.5 0.36|16IR10RD-CB [ J 9525 12 15 0.36
16 (3.175) 8 R |16ER8RD-CB [ J 9.525 1.3 1.5 0.43|16IR8RD-CB [ J 9525 13 15 043
Applicable toolholders
> 1<PDX eent External Internal
*— 22 | CER/L*™22... TSNR/L*22
SNR/L*22...
ET I TCNR/L™22...
ol CNR/L*™22...
IC
Right hand insert
for external threading shown.
Full-profile inserts
e 5 External insert Internal insert
— 3]
2 | Pitch Tl Grades Grades
ﬁ‘ )= 2 Designation Coating IC | PDX | PDY Designation Coating IC | PDX | PDY
£ £ AH725 AH725
22 (5.08) 5 R |22ER5BAPI [ J 12.7 3.72 2.2 | 22IR5BAPI [ J 12.7 3.45 2.2

@ : Line-up / Packing Quantity = 5 pcs.
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I TUNGTHREAD

Round (DIN405)

Applicable toolholders

Ve PF?EX Mz External Internal
[a)] 16 | CER/L*16... TSNR/L*16
M ﬂ-% B-SER/L**16 SNR/L™16...
B-CER/L*16 TCNR/L*16...
BC-SER/L**16 CNR/L**16...

S
Right hand insert 60°

for external threading shown.

Full-profile inserts

.§ ‘g’ External insert Internal insert

@ | Pitch zls Grades Grades

§ (Reference)| F= | ' Designation Coating IC |PDX|PDY| RE Designation Coating IC |PDX|PDY| RE
£ T AH725 AHT725

16 8 R|16ER8RD-B [} 9525 13 14 -

16 6 R|16ER6RD-B [ J 9525 1.7 15 - |16IR6RD-B [} 9525 15 14 -

UNJ (Aerospace)

Applicable toolholders

Insert External
size
/88 ‘ 16 | CER/L™16...
N B-SER/L*16
B B-CER/L*16
BC-SER/L**16

Right hand (R) shown.

Full-profile inserts

.§ ‘g’ External insert

g Pitch |z |5 Grades

@ |Reference) = |2 | Designation Coating IC |PDX|PDY| RE
£ T AH725

16 32 R|16ER32UNJ [} 9525 05 1.2 0.13
16 28 R|16ER28UNJ [} 9525 05 1.2 0.15
16 24 R|16ER24UNJ [} 9.525 09 0.7 0.18
16 20 R|16ER20UNJ [ ] 9.525 09 0.7 0.21
16 18 R |[16ER18UNJ [ ] 9.525 0.9 0.7 024
16 16 R [16ER16UNJ [ ] 9.525 09 0.7 0.26
16 14 R [16ER14UNJ [ ] 9525 16 12 03
16 12 R [16ER12UNJ [ ] 9.525 16 1.2 0.35
16 10 R [16ER10UNJ [ ] 9.525 1.6 1.2 042
16 8 R |16ER8SUNJ [ ] 9.525 1.6 1.2 0.53

@ : Line-up / Packing Quantity = 5 pcs.

20 TungThread



ACCELERATED MACHINING

Note: @* There are two different types of shims for AH725 inserts dependent on the
chipbreaker used. Always choose the correct shim from the table below before use. If a

mismatched shim is used for an AH725 insert, proper insert support is not provided, resulting in

unsuccessful tool performance and short tool life.

List of interchangeable Shims (Size 16 - Insert).

Bl MPORTANT NOTICE - Replacement of shim sheet

Insert with
B type chip-breaker

hing shim pl it

Holder

Incorrect insert and shim setting

External designation Internal designation
Holder type Lead Angle - -
(‘D Conventional 0 Standard (New) @ Conventional @ Standard (New)
4° GXE16-4DT AE16-4DT GXN16-4DT AN16-4DT
3° GXE16-3DT AE16-3DT GXN16-3DT AN16-3DT
Dual clamping 2° GXE16-2DT AE16-2DT GXN16-2DT AN16-2DT
s::r:'eew?odnsaor:d 1° (Standard) | GX16-1DT A16-1DT GX16-1DT A16-1DT
clamp-on 0° GXE16-0DT AE16-0DT GXN16-0DT AN16-0DT
-1° GXE16-99DT AE16-99DT GXN16-99DT AN16-99DT
-2° GXE16-98DT AE16-98DT GXN16-98DT AN16-98DT
4° GXE16-4 AE16-4 GXN16-4 AN16-4
3° GXE16-3 AE16-3 GXN16-3 AN16-3
2° GXE16-2 AE16-2 GXN16-2 AN16-2
Clamp-on 1° (Standard) |GXE16-1 A16-1 GXN16-1 A16-1
0° GXE16-0 AE16-0 GXN16-0 AN16-0
-1° GXE16-99 AE16-99 GXN16-99 AN16-99
-2° GXE16-98 AE16-98 GXN16-98 AN16-98
Target items for the replacement of shims (Size 16 - Insert).
External Internal
Thread type . s - -
Designation | Grades | Replacement Designation Grades Replacement
16IR151SO-B AH725
ISO 16IR1751SO-B AH725
16IR201SO-B AH725
o 16ERAG55-B AH725 16IRAG55-B AH725
55 16IRG55-B AH725
16ERA60-B AH725 16IRAG60-B AH725
60° @Conventional 16IRA60-B AH725 @Conventional
16IRG60-B AH725
‘ 16IR18UN-B AH725 ‘
UN 16IR16UN-B AH725
@ standard (New) 16IR14UN-B AH725 @ sStandard (New)
16IR16W-B AH725
w 16IR14W-B AH725
PT 16IR14PT-B AH725
16ERSNPT-B AH725 16IR14NPT-B AH725
NPT 16IR115NPT-B AH725

www.tungaloy.com
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TUNGTHREAD

TOOLHOLDERS
TUNGTHREAD

JSE2R16-CHP
External threading.High-pressure coolant capability, including DirectTungdJet system.

TUNG TIET DIRECTTIET
LF LF B
L = 1 i
B R T ol
GAMF ] LH 5/16”-24UNF 5/16”-24UNF
: & o
Type:A Right hand (R) shown.
Designation H B LF LH HF Type Insert
JSE2R1212F16-CHP 12 12 85 19 12 A 16ER...
JSE2R1212X16-CHP 12 12 120 19 12 0 1° B 16ER...
JSE2R1616X16-CHP 16 16 120 19 16 0 1° B 16ER...
* External coolant tube connection type
SPARE PARTS & 7 .
Designation Clamping screw Wrench
JSE2R**16-CHP CSTB-3.5 T-15F

mm DIRECTTIJET system

Tube-free design streamlines tool setup
Through-coolant supply enables high productivity

Coolant is supplied from the tool post directly to the tools

Optional connection with Detailed view of the coolant
external coolant tube flow after connection
—0

Tool  Tool post

No need for coolant tube setup.
Eliminates chip entanglement on tubes and streamlines tool replacement.
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ACCELERATED MACHINING

TUNGTHREAD

CER/L

Clamp-on toolholders for external threading (screw-on type available as option for -DT type holders)

LF . Wm
E!

i
=

10°
o € =

—
Right hand (R) shown.

Designation H B LF LH HF WF Insert
CER/L1212H16DT 12 12 100 24 12 16 16ER/L...
CER/L1616H16DT 16 16 100 24 16 20 16ER/L...
CER/L2020K16DT 20 20 125 24 20 25 16ER/L...
CER/L2525M16DT 25 25 150 28 25 32 16ER/L...
CER/L2525M22DT 25 25 150 31.3 25 32 22ER/L...
CER3232P16T 32 32 170 32 32 40 16ER...
CER3232P22T 32 32 170 32 32 40 22ER...
CER2525M27T 25 25 150 34 25 32 27ER...
CER3232P27T 32 32 170 34 32 40 27ER...

Note: A clamp set for CER/L type consists of a clamp and a clamping screw. A shim set for CER/L type consists of a shim and a shim screw. Standard shims for CER/L type
can be used for both left hand and right hand toolholders. Use either of the sides depending on the hand.

L &

SPARE PARTS

A

[hami

Designation Clamp set Clamping screw Shim set Wrench Wrench 1 Wrench 2
CER/L**16DT CSP16 CSTB-3.5ST DTS5-3.5 A16-1DT - P-3.5 T-15F -
CER/L2525M22DT CSP22 CSTB-4ST DTS6-4 GX22-1DT - P-4 T-15F T-20F
CER3232P16T CSP16 = = = A16-1 = T-15F =
CER3232P22T CSP22 - - - NXE22-1 - T-20F -
CER*27T CsP27 - - - NXE27-1 P-4 -
C-CER/L

TungThread external threading toolholders, alternative clamping of screw-on or clamp-on

<)
II

A
[T
= )
Y
LF
Right hand (R) shown.
Designation DCON LF LH WF RE Insert
C4CER/L27050-16ERN(2) 40 50 25 27 0.8 16ER/L...
C5CER/L35060-16ER(1) 50 60 32 35 0.8 16ER/L...
C5CER/L35060-16ERN(2) 50 60 32 35 0.8 16ER/L...
C6CER/L45065-16ER(1) 63 65 41 45 0.8 16ER/L...
C6CER/L45065-16ERN(2) 63 65 41 45 0.8 16ER/L...
(1) Applicable for 3 MPa pressure coolant. (2) Applicable for 7 MPa pressure coolant.
SPARE PARTS Q (& @ LA ( 2
Designation Clamp set Clamping screw Coolant parts Screw Shim Wrench Wrench 1
C5CE*35060-16ER CSP16 CSTB-3.5ST EZ104 DTS5-3.5 A16-1DT P-3.5 T-15F
C5CE*35060-16ERN CSP16 CSTB-3.58T SATZ-M10X1-M5 DTS5-3.5 A16-1DT P-3.5 T-15F
C6CE*45065-16ER CSP16 CSTB-3.5ST EZ104 DTS5-3.5 A16-1DT P-3.5 T-15F
C6CE*45065-16ERN CSP16 CSTB-3.5ST SATZ-M10X1-M5 DTS5-3.5 A16-1DT P-3.5 T-15F
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I TUNGTHREAD

TUNGTHREAD

JS-SEL16

External threading toolholders for Swiss-type lathe

o | Wi
i DCON
5 © !
: T
AJ
—
L LH " (F ]

Designation DCON H LF LH WF Insert
JS16F-SEL16 16 15 85 25 11 16ER...
JS19G-SEL16 19.05 18 90 30 12.5 16ER...
JS19X-SEL16 19.05 18 120 30 12.5 16ER...
JS20G-SEL16 20 19 90 30 13 16ER...
JS20X-SEL16 20 19 120 30 13 16ER...
JS25HSEL16 25 24 100 30 15.5 16ER...
JS254X-SEL16 25.4 24 120 30 15.7 16ER...

SPARE PARTS & S
Designation Clamping screw Wrench 1
JS***-SEL16 CSTB-3.5 T-15F

TUNGTHREAD
B 5-s/cer/L

External threading toolholders for Swiss-type lathe

m‘ 10° @‘ 10° ‘|¢

™
A
i e S :
_ LF _ HF L LF 4—:! <H£
HF )
A =
S T 25
Y
B-SER B-CER/L Right hand (R) shown.
Designation H B LF LH HF WF Insert
B-SER10H16 20 10 100 15 10 16 16ER...
B-SER12K16 24 12 125 18 12 18 16ER...
B-CER/L16M16 32 16 150 24 16 22 16ER/L...
SPARE PARTS g 2 & s
Designation Clamp set Shim set Clamping screw Wrench
B-SER**16 = = CSTB-3.5 T-15F
B-CER/L16M16 CSP16 A16-1 = T-15F
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ACCELERATED MACHINING

TUNGTHREAD
I BC-SER/L

Multi functional external threading toolholders for small lathe

100 B LF J %
HE T 8& =

20‘1:0
| T

[ | | . ”j /-\‘ °
W ook 3| o5° mt
= C @2y (%™ b
17| 3
i HF
= H
- Right hand (R) shown.
Designation H B LF HF WF HBKW Insert
BC-SER12K16 24 16 125 12 23 7 16ER..., CC*T09T3...
SPARE PARTS @ /8
Designation Clamping screw Wrench
BC-SER12K16 CSTB-3.5 T-15F

 TUNGTHREAD

Small-diameter internal threading toolholder, screw-on

=
| DMIN §‘ E
K u.«I: ; ~
= ‘ N
LH | [
hlllllllllllllllllllll a / - LF > H
18 e |
A
Designation Material |G Dcon WF LF LH H GAMP Insert
SNRO006H06-2 STEEL 8 8 4.7 100 18 7 2° 6IR...
SNRO006H06-3 STEEL 8 8 4.7 100 18 7 3° 6IR...
SNRO008H06-2 STEEL 10 8 5.7 100 18 7 2° 6IR...
SNRO008H06-3 STEEL 10 8 5.7 100 18 7 3° 6IR...
SNRO006K06SC-2 CARBIDE 8 8 4.7 125 30 7 2° 6IR...
SNRO006K06SC-3 CARBIDE 8 8 4.7 125 30 7 3° 6IR...
SNRO008K06SC-2 CARBIDE 10 8 5.7 125 18 7 2° 6IR...
SNRO008K06SC-3 CARBIDE 10 8 5.7 125 18 7 3° 6IR...
SPARE PARTS & /<§
Designation Clamping screw Wrench
SNROOO6HO6... CSTB-2L040 T-6F
SNR0008HO06... CSTB-2L T-6F
SNRO006K06SC... CSTB-2L040 T-6F
SNRO008KO06SC... CSTB-2L T-6F
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I TUNGTHREAD

TUNGTHREAD
B snhR/L

Internal threading bars, Screw-on clamp

e =
50

1
L3 H
DMIN - LH e F,M

= @

Lyt

Carbide reinforced
(Only for Tsuppari-Ichiban)

Right hand,
Tsuppari-Ichiban shank shown.

Designation Material [T DcoN  wr LF LH L3 H B GAMP Insert
TSNR0016Q16 Tuppari 19 16 10.6 180 40 59 15 = 1° 16IR...
TSNRO020R22 Tuppari 24 20 13.9 200 50 49 18 - 1° 22IR...
SNR/L0010K11 STEEL 12 16 6.6 125 25 = 15 15.5 1° 11IR/L...
SNR0010K11-2 STEEL 12 16 6.6 125 25 - 15 15.5 2° 11IR...
SNR0010K11-3 STEEL 12 16 6.6 125 25 - 15 15.5 3° 11IR...
SNR/L0O013L11 STEEL 15 16 8.2 140 32.5 - 15 15.5 1° 11IR/L...
SNR0013L11-2 STEEL 15 16 8.2 140 32.5 o 15 15.5 2° VR
SNR0013L11-3 STEEL 15 16 8.2 140 32.5 - 15 15.5 3° 11IR...
SNR/L0016M16 STEEL 19 16 10.6 150 40 - 15 15.5 1° 16IR/L...
SNR0016M16-2 STEEL 19 16 10.6 150 40 - 15 15.5 2° 16IR...
SNR0016M16-3 STEEL 19 16 10.6 150 40 = 15 15.5 3° 16IR...
SNR/L0020Q22 STEEL 24 20 13.9 180 50 - 18 19 1° 22IR/L...
SNR0020Q22-2 STEEL 24 20 13.9 180 50 - 18 19 2° 22IR...
SNR0020Q22-3 STEEL 24 20 13.9 180 50 - 18 19 3° 22IR...
SNR0010M11SC CARBIDE 13 10 7.4 150 24 o ¢ = 1° 11IR...
SNR0O010M11SC-2 CARBIDE 13 10 7.4 150 24 - 9 - 2° 11IR...
SNR0010M11SC-3 CARBIDE 13 10 7.4 150 24 = 9 = 3° 11IR...
SNR0012P11SC CARBIDE 15 12 8.5 170 28 - 11 - 1° 11IR...
SNR0012P11SC-2 CARBIDE 15 12 8.5 170 28 o 11 = 2° 11IR...
SNRO0012P11SC-3 CARBIDE 15 12 8.5 170 28 - 11 - 3° 11IR...
SNR/L0016R16SC CARBIDE 20 16 11.9 200 35 = 15 = 1° 16IR/L...
SNR0016R16SC-2 CARBIDE 20 16 11.9 200 35 - 15 - 2° 16IR...

Note: When using a right or left hand insert, the right hand insert (**IR...type) is used for the right hand toolholders (SNR...type) and left hand insert (**IL...type) is used for the left hand
toolholders (SNL...type).

SPARE PARTS & %&

Designation Clamping screw Wrench
TSNR0016Q16 CSTB-3.5 T-15F
TSNR0020R22 CSTB-4 T-15F
SNR/LOO**11... CSTB-2.5 T-8F

SNR/LO016M16... CSTB-3.5 T-15F
SNR/L0020Q22... CSTB-4 T-15F
SNRO0**11SC... CSTB-2.5 T-8F
SNR/L0016R16SC... CSTB-3.5 T-15F
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ACCELERATED MACHINING

— ;I;HNG‘I'HREAD

Internal threading bars, alternative clamping of screw-on or clamp-on(DT type only)

GAMF i E¢
DMIN LH L3 H_, DCON
= ~I
—— m
* | i) i
Carbide reinforced
(Only for Tsuppari-Ichiban)
Right hand (R),
Tsuppari-Ichiban shank type shown.
Designation Material DOCN  WF LF LH L3 H B GAMF GAMP Insert
TCNRO020R16DT TSUPPARI 24 20 14 200 30 49 18 - 15° 1° 16IR...
TCNR0025S16DT TSUPPARI 29 25 16.5 250 38 64 23 - 15° 1° 16IR...
TCNR0025S22DT TSUPPARI 30 25 18.2 250 38 64 23 - 15° 1° 22IR...
CNR/L0020P16 STEEL 24 20 14 170 30 - 18 19 15° 1° 16IR/L...
CNR/L0025R16 STEEL 29 25 16.5 200 38 - 23 24 15° 1° 16IR/L...
CNR/L0032S16 STEEL 37 32 20.1 250 48 - 30 31 15° 1° 16IR/L...
CNR/L0025R22 STEEL 30 25 18.2 200 38 - 23 24 15° 1° 22IR/L...
CNR/L0032S22 STEEL 38 32 21.9 250 48 - 30 31 15° 1° 22IR/L...
CNRO0040T27 STEEL 46 40 26.9 300 60 - 37 38.5 10° 1° 27IR...

Note: A clamp set for CNR/L type toolholders consists of a clamp and a clamping screw. A shim set for CNR/L type toolholders consists of a shim and a shim fixing screw.
Standard shims for CNR/L type toolholders are commonly used for right and left hand toolholders. The right hand insert (IR) is used for the right hand toolholder (CNR...) and left
hand insert (IL) is used for left hand toolholder (CNL...).

SPARE PARTS @ @ L) & 3> ( /@ /@

Designation Clamp set Clamping screw Screw Shim set R Shim set L Wrench Wrench 1 Wrench 2
TCNR002**16DT CSP16 CSTB-3.5ST DTS5-3.5 A16-1DT - - P-3.5 T-15F -
TCNR0025S22DT CspP22 CSTB-4ST DTS6-4 GX22-1DT - - P-4 T-15F T-20F

CNR/L**16 CSP16 - - - A16-1 A16-1 - T-15F -

CNR/L*22 CSpP22 = = = NXN22-1 NXE22-1 = T-20F =

CNRO0040T27 CspP27 - - - NXN27-1 NXE27-1 P-4 - -
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I Fundamentals of screw threads

Q Relationship between lead, lead angle and pitch

1. Lead is the axial distance a screw advances in one rotation. In single start screw,
the lead is equal to the pitch.

2. The inclination angle of a threaded groove is called lead angle. In screws of the
same diameter, the lead angle increases as the pitch increases.

3. The side face of a completed thread groove is called the flank. The distance
between the crest and the root is called thread height.

Q Single and multi start thread

1. The single start thread has a single groove. Two start thread or three start thread

Thread angle
Pitch P (small) = lead

Pitch P (large)

Thread heigh

Lead angle
(large)
Lead angle (small)

(Lead

. Two start thread
has two grooves or three grooves respectively.

2. The pitch of multi start thread is the distance of adjoining groove.

3. When viewing the section of the multi start thread, the pitch is same as that of the
single start thread. The lead of the two or three start thread is twice or three times
the pitch. The multi start thread is mainly used for trapezoidal threads.

Q Tolerance class of threads

Tolerance classes of screw threads are expressed as follows: JIS second class) threads, manufactured by cutting or rolling, are
generally used. 5H- and 4h-class threads (former JIS first class) are
generally finished by grinding.

For example, M8-6g means metric coarse external thread of 6g

tolerance class.

Metric coarse external thread: 6h, 6g
Metric coarse internal thread: 5H, 6H
These classes are ranked with tolerances of thread diameter, pitch,
thread angle, etc. For fastening applications, 6H- and 6g-class (former

| TAC threading insert

Q Difference between full-profile and partial-profile insert

Full-profile insert

to 30° are left on the crest of the thread as shown in the figure below,
these portions must be finished by another tool later.
Full-profile insert removes burrs on the crest.

In the full-profile insert, the major diameter of the thread is finished by
the profiled finishing edge as shown in the figure below. Therefore,
about 0.1 mm of finishing stock must be left on the outer surface of the
workpiece before threading. In trapezoidal threads, since slants of 15°

- . o When machining trapezoidal threads:
Partial-profile insert Full-profile insert g trap
\ | L Trapezoidal thread

N RN \ hread E
SN /) N _ A Thread height
/ o Full-profil o~ 30°

Partial-profile Crest (fir(1ji§hed Surfaceégrned%x S ”ingé?t' © Crehstrgfinisdhed 157~30 Portion to be

i in precedin in preceding -2g t with threadin i
nsert operation) 9 op?aration 9 ££835 insert) 9 finished later

Partial-profile insert For example

Partial-profile inserts cannot be used for finishing of the crest, but Designation | Pitch (mm) TPI Inaeét(ﬁrc‘jriys
can be applied to a wide range of pitches.
16ERABO 05~15 48 ~ 16 0.06
16ERG60 1.75~3 14 ~8 0.22

Corner radii of inserts are fitted to the thread of the smallest pitch.
I Fundamentals of screw threads
Q Difference between external and internal use inserts

In full-profile inserts for metric and unified threads, the corner radius and thread height differ from those for the external and internal use insert
respectively. Therefore, the right hand insert for external use and the left hand insert for internal use are not the same tool.

Since the rake angles of toolholders are -10° for external toolholders and -15° for internal toolholders, the external / internal toolholders can
not be used for machining internal / external thread.

In Whitworth thread, though the external thread and internal thread have the same thread form, the external and internal toolholders are
incompatible because of the different rake angle.

For example . . Applicable | Insertradius | Thread hight | Rake angle of
Designation inserts RE (mm) (mm) holders
16ER20ISO External 0.25 1.52 -10°

16IL201SO Internal 0.14 1.3 -15°
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I Shim replacement method of ST-type tools

ICompensation for the lead angle and tool relief angle

When the pitch is large or the screw diameter is small, the
lead angle becomes large and the effective relief angle on the Thread angle Pitch P (large)
advance flank side 2 becomes small. In particular, this will Thread height
cause shorter life of the insert in the case of trapezoidal screw
with small flank angle. It is ideal without any interference for
the thread cutting insert to have an equal relief angle on both
right and left. Replace the shim so that the rake face of insert

- Lead I
faces the thread groove direction (3 = f3). arge)
Lead angle (small)
() Calculating the lead angle
S
The lead angle is calculated as follows:
f : Lead angle
B = tan-1( £ /nd) = tan-'(nP/nd) % : Lead AT
n : No. of threads e
P : Pitch s
. . d : Pitch diameter Toolholder
() Calculating the relief angle . o
rea
o groove|
The relief angle 1 is calculated as follows: pich 1 “‘v“!“‘v“‘ Leadangle
Rtoh era ‘\‘\‘g\“\‘ compensation
_ Small clearance - v e s
ﬂ1 = ‘tan 1 (tan 0 -tan (x) (Possibility of \"\“‘\\‘
interference)
. o . - NN
The « of a standard toolholder is 10° for external threading and '
15’ for internal threading. 5 -l oross section
Included angle 9 B pitch diamet
20 External threading tool | Internal threading tool od (Pitch diameter)
60° 30° 5.8° 8.8°
55° 27.5° 5.2° 7.9°
30° 15° 2.7° 4.1°
29° 14.5° 2.6° 4°

Accordingly, the effective relief angle is calculated as follows:

B : Leadangle
ﬁQ = ﬁ.] + ﬁ3 - ﬁ Po : Effective relief angle
B3 : Lead angle
compensation value
In other words, p1 = g2 when the thread lead angle is equal
to the compensation value. Namely, the relief angle of the

|

tool itself is equal to the effective relief angle. If the wrong
compensation value is used, p1 > p2. The effective relief angle ﬁ@
becomes smaller and cause the interference between the ~

flank side of insert and the thread groove. Therefore, carry
out compensation of the lead angle so that the following
range is obtained:
+1 o when the thread angle iS GOO and 550 Standard ~ Compensated Standard Compensated
+30° when the thread angle is 30" and 29

5

() Compensation of lead angle for shim less internal toolholders

When using internal threading toolholders without shim, the designation (-2 or -3) indicates 2° or 3° lead angle to be
the above-mentioned method can not be applied for lead used respectively. The toolholders without these figures are
angle compensation. Therefore, special toolholders for large for 1° lead angle.

lead angles are available as shown below. The final figure of

op @2 @2

e Ve Ve

SNR0016M16 SNR0016M16-2 SNR0016M16-3
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I Shim replacement method of ST-type tools

Type of shim and the compensation value of lead angle

The designation of the shim
and compensated lead
angles are shown in the tab

H Toolholders and appl

Compensated lead
angles

_20 _10

Oo -Io

2° 3°

4°

Shim

Loo-98

Qoo-99

noo-o | LOO-1

ooo-2

Qoo-3

Q-4

le.

icable shims

Note: The last numeral of the shim designation is the compensated lead angle.

Clamp-on type toolholders

Shim

Toolholder designation “

Screw-on / clamp-on dual toolholders L
’ CER/LOCOCOC16-T AE16-0 AN16-0
Toolholder designation Shim CER/LOOTO0OCO22-T NXE22-(] NXN22-[]
L CER/LODOOO27-T NXE27-1 NXN27-01
CER/LOOOCOC16DT AE16-01DT AN16-CIDT CNR/LODOOC16 AN16-] AE16-0
CER/LOO0OOO22DT GXE22-C1DT GXN22-C1DT CNR/LODOOO22 NXN22-[] NXE22-01
TCNR/LOOOOC16DT AN16-CIDT AE16-00DT CNR/LOOOOO27 NXN27-[ NXE27-0]
TCNR/LOOOOO22DT | GXN22-C1DT GXE22-C1DT B-CER/LLICICI16 AE16-[] AN16-[]

Note: Standard shim is AE16-1DT or GX22-1DT. Other types are optional.

I Shim selection guide for screw-on / clamp-on dual ST-type tools

Need special toolholders

Note: Standard shim is OOOOO-1. Other types are optional.

|
7 I 1
IV AURYZE AE16-4DT AE16-3DT AE16-2DT
6| ® [O[8/ 0 L 44 AN16-4DT AN16-3DT AN16-2DT
1 VA7 B _ GXE22-4DT GXE22-3DT GXE22-2DT
S B T AVA SRS s S B K GXN22-4DT GXN22-3DT GXN22-2DT
E 4 e 1"i"’i"i’”i"i’”i”i’”i”i’”i”i’"‘i g @ List of exchangeable shims
5 3-- ‘”;”;”,i, ‘Ste‘mdlard‘shi‘m ‘”i,”i”fﬂ 8 § Designation |D30| Designation |D30|Designation | D30|Designation
& /1 | [ate-ioT  {19£ [ p3=4"  |AE16-4DT | @ AN16-4DT | @ (GXE22-4DT | @ |GXN22-4DT | ®
210 |axez-1om 1125 |__A3=3"  |AE16-3DT | @ AN16-3DT | @ |GXE22-3DT | @ |GXN22-3DT | @
1 1 1 1 |(Used for both external| « 154 F p3=2° AE16-2DT | @ AN16-2DT | ® |GXE22-2DT | ® |GXN22-2DT | @
' 1+ 1 1 1 |andinternal) ! B3 = 1°Standard shim| A16-1DT | ® |A16-1DT | ® |GX22-1DT | @ |GX22-1DT | @
— %0 100 150 p3=0° |AE16-0DT | ® AN16-ODT | ® |GXE22-0DT | ® |GXN22-0DT | ®
Pitch diameter (ad) p3=-1°  |AE16-99DT | ® |AN16-99DT | @ |GXE22-09DT| ® |GXN22-99DT| @
p3=-2° AE16-98DT | ®  AN16-98DT| ® |GXE22-98DT| ® |GXN22-98DT| @
. . - . Applicable | CER--16DT |CEL--16DT CER--22DT  |CEL--22DT
R o thraatsy "2t toad (muliplied by the pitch tooholders | TONL--16DT | TONR-~16DT | TONL--22DT_| TONR.-22DT

I Shim selection guide for clamp-on type ST-tools

Need special toolholders

]
7 I 1
6 “’ 3“1 “: 3"3 | : 3 3 3 : 3 1a AE16-4, AN16-4 AE16-3, AN16-3 AE16-2, AN16-2
ST A e e NXE22-4, NXN22-4 NXE22-3, NXN22-3 NXE22-2, NXN22-2
5| LT‘ Jﬂlrﬂii 1"”3”5”’3”3”’3’ :r—j:—— 15 = NXE27-4, NXN27-4 NXE27-3, NXN27-3 NXE27-2, NXN27-2
VA 2
E 4 ARV VAR VA S SR B R SR e ¢ g @ List of exchangeable shims
< 8| A ;Sta{ n dé rd‘ sh‘i m‘,,;,,,i,,:,, 8 3 D30 |Designation | D30 |Designation | D30 |Designation | D30
zi 5 ! AT6-1 : {10 = p3=4° |AE16-4| ® |/AN16-4| ® |NXE22-4 | @ |NXN22-4 | @ NXE27-4 NXN27-4
DT NXE22-1, NXN22-1 ';”f"}é'; p3=3° |AE16-3| ® |AN16-3| ® |[NXE22-3 | @ |NXN22-3 | @ NXE27-3 NXN27-3
1 NXE27-1, NXN27-1 : oaF p3=2° |AE16-2| ® |[AN16-2| ® |NXE22-2 | @ |[NXN22-2 | @ NXE27-2 NXN27-2
f 1 0 0 0 T 83 = 1°Standard shim|[A16-1 | @ |A16-1 | @ |[NXE22-1 | @ |[NXN22-1 | @ |NXE27-1 | @ |[NXN27-1 | @
EE— 5‘0 — ‘160 — 150 p3=0° |AE16-0| ® |AN16-0| ® |NXE22-0 | @ |[NXN22-0 | ® [NXE27-0 NXN27-0
Pitch diameter (od) B3 =-1° |AE16-99| @ |AN16-99| @ |NXE22-99) @ |NXN22-99) @ NXE27-99 NXN27-99
B3 =-2° |AE16-98| @ AN16-98| @ |NXE22-93) @ |NXN22-93) @ |NXE27-98 NXN27-98
* For the multi start thread lead (multiplied by the pitch Applicable 8&?“;21— 8’5]';;'11%— 85?“551— 85'5'22221— 85?“5;1— 85';{"22771-
and No. of threads) toolholders B-CER--‘|6 B-CE-|:.-‘|6 == -- - --
@ : Line up
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Il Seclection of ST-type Toolholders

ISeIection of internal threading toolholders

Q Relation between internal toolholders and machinable threads

(In the tables starting on the next page, the relationships between toolholders,
inserts, threads to be machined, and shims to be replaced are shown. In these m
tables, the criteria are set as follows.
® The minimum machining diameter.
® The L/D ratio of the toolholder. @ Recommended
® The lead angle of the thread. |Z| Usable

® Cutting conditions
Especially when machining near the minimum machining diameter, the Needs replacing of the shim.

compensafrion for the lead angle should be done carefully. . "2" indicates "Change to the shim

Moreover, in threading, because chips generally can not be broken into small for 2° lead angle".

pieces, the shank size should be selected in consideration of adequate

clearance (C1). Unusable

\ Y,

5 Ior}t?}«:peaéglameter Stock to be removed with full-profile insert.

[

2 Ci1=23mm Internal thread

© .

= (1 mm for 6IR insert holders) A AN/

g 1 - ‘ﬁﬁ[ \

= * w8 5 oo
8| External 53 3 ©°F

=) 82| thread sic  E| g

~ E G- —-———— O @ ol

- 8o 58 9 g

= L/D <250 fo Ss 5 S5

® e % =l Zg

£ v [0} =

% BOACA A A G| Y Y

< L/D < 320 Internal thread

>

(o)

How to use the tables

(DFirst, find the nominal thread diameter. Example: M35 X 1.5

(2)The table indicates that the lead angle is 0°48’.

(3)The Cat. No. of the insert to be used corresponds with IR15I1SO.

(#)By following the row to the right, |Z| and |§| marks are found. The |§| mark indicates the optimum toolholder type. The
toolholders of |Z| mark are usable, but less rigid because the shank diameter against the threading diameter is smaller than
those of @ marked toolholder. In this example, CNR0O025R16 and TCNRO0O20R16DT are the optimum toolholders. The
insert Cat.No. is 16IR151SO.

(®In the case of M33 X 3 thread, the lead angle is 1°46’. By following the row to the right. [2] mark is found. This indicates that
the shim should be replaced to 2° type. For calculation of the lead angle, refer to page 35.

I Metric fine screw thread (ISO) (For full size of this table, see page 34.)
o Shank material Steel shank Carbide shank “Tsuppari-Ichiban”
GE’ Insert size 6IR 11IR 16IR 22IR 6IR 11IR 16IR 16IR 22IR
Q < NEIEIES o o o o glelalelala]ola|alxle|e]s]E =
N S | o |\t d|ddls| |t |l elele|elonldlylalglclglsl2|g|2|s|8|s|0]82|8]8 ]
— o =2 II|Z|Z|x|x|ala|lZ|s|la|lc|w|C|lg|E|9|g|S|S|S|S|cla|lclzlC|elc|lalc|lo|a
o = S —— |5l |z |z|S|c|2|2|e|s|g |8 |8 |S|gI|aE|E|22|3|2|5|8|S|s|c|s|R/8/8]8
£5 % 3 JHEEEEEEEHH B R
o || & S Imetcano 2121222121212 |2|2|212|2|2|Z2|Z2|Z|2|2|2|2|2|2|2/2\212\5/5|8|6|5|5
= o L - TVl lololonoololnoln]O]O0Oln|n|O|0O|b|b|lw|wd| V|G|l v |®|F|F|F|lE|F|F
M33x1.5{ 1.5 32.03 | 0°51" | IR15ISO . . . O . . . - 1O
M33x2 [ 2 | 31.7 | 1°09" | IR20ISO | « . . . . - O . . O
M33x3 | 3 [31.05| 1°46" | IR30ISO ’
M35x1.5/ 1.5 |34.03 | 0°48" | IR151SO . . . - O Ble)
M36x1.5( 1.5 [35.03 | 0°47" | IR15ISO . . . - 1O le)
M36x2 | 2 | 34.7 1°03" | IR201SM - 1O . . - 1O
M36x3 | 3 [34.05| 1°°7° .
M38x1.5] 1.5 1>~ -0
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Il Selection of ST-type Toolholders

Selection of Internal Toolholders—Relationship between thread sizes, toolholders, and inserts—Part 1

l Metric coarse screw thread (ISO)

Shank material Steel shank Carbide shank “Teuppari
° 5 Insert size 6IR 11IR 16IR 22IR 27I1R 6IR 11IR 16IR 22IR
B RN S I H P HEEEE B sl lslalglalelslalalz|E]g
=) 1818|188 sl lsl2l2]2y|Y|Y|Y ~ | N 313 ~ | ]
B s | ¢ gig/2/2/L|g|o|5lz/z/8/8|2|g|5(8|2|8 8|8 ¢ 2 2/8|g|d|s
c © © s g ||| |2|2|8|s|o|9 |18 |N |3 |98 2SI IElz|lz\lg|x |8 |9
= - o |o|o|o | N S S|lw | |w|x |55 |6 |s | N3
E |G G 2 s|g8|g8|g|g|g|g|lg|l8|l8|s|e|s|s|g|8|glg|g|lglglg|g|g|g|g|e
S8 8| 8 pencal|2|E]E|E|E |52 |E 2|85 5|25 2|5 28 E EEEEE S S E
No. S| 5|6 |5 |6 |6 |6|6|6|65|6|6|0|6|09|6|C|6|5|6 |6 |6|6|6|0|2|E
M10| 1.5 | 9.03 3°02" | IR151SO
M11| 1.5 [10.03| 2°44° | IR151SO O O
M12| 1.75]10.86| 2°56" | IR175ISO O O
M14| 2 12.7 | 2°52" | IR20ISO . O . O
Mi6| 2 |14.7 | 2°29" | IR201SO | - @) . e)

M18| 2.5 |16.38 | 2°47" | IR25ISO
M20| 2.5 |18.38 | 2°29" | IR25ISO
M22| 2.5 |20.38 | 2°14" | IR25ISO
M24| 3 |22.05| 2°29" | IR30ISO
M27| 3 |25.05| 2°11" | IR30ISO O @)
M30| 3.5 |27.73| 2°18" | IR35ISO

M33| 3.5 [30.73| 2°05° | IR35ISO @)
M36| 4 | 33.4 | 2°11° | IR40ISO O
M39| 4 | 36.4 | 2°00° | IR40ISO . [2]
M42| 4.5 [39.08| 2°06° | IR45ISO .
M45| 4.5 |42.08| 1°57 | IR45ISO . [2]
M4g| 5 |44.75| 2°02° | IR50ISO . [2] (2]
M52| 5 |48.75| 1°52" | IR50ISO . [2] |2
M56| 5.5 |52.43| 1°55° | IR55ISO
M60| 5.5 |56.43| 1°47° | IR55ISO
M64| 6 | 60.1 | 1°49" | IR60ISO
Me8| 6 | 64.1 | 1°42° | IR60ISO [2]
: Change the shim to NXN22-2 ¢————— jJ
: Change the shim to NXN27—2j : Change the shim to GXN22-2DT
l Metric fine screw thread (ISO) 1/4
Shank material Steel shank Carbide shank
o 5 Insert size 6IR 11IR 6IR 11IR
8 E B Holder(rl\lag: el 2lelal- |2 _ |23 |&|a]3 % § 2188
= s | 2 gl |||y g |g|a|o|o18|8/¢8|s|z|2|2z|z|2]|32
£ |2 o S|g|g|s|2|2|2|c|2|2|8|&8|&|8 |2 8|2 |s|8 %
§ | 8| & | 8 |wenca||E (2|22 |E|E|E E E\EE|E| BB E|B|E £ B E
oo — No. 5| 6|6 | 6| 65| 6|6 | 6| 6|6 5| 5|5 |6 | 6|6 |5 |6 |6 |6
M9x0.75 |0.75] 8.51 | 1°36" | IRO75ISO
M9x1 1 |8.32 | 2°11" [ IR10ISO
M10x0.75 | 0.75] 9.51 | 1°26 | IR075ISO
M10x1 1 19.35 | 1°57" [IR101SO | O O
M10x1.25 [ 1.25] 9.19 | 2°29" | IR125ISO
M11x0.75 [ 0.75/10.51 | 1°18 | IR075ISO
M11x1 1 110.35| 1°46" | IR101SO | O @)
M12x1 1 [11.35] 1°36" [ IR10I1SO | - O . O
M12x1.25 [ 1.25[11.19 | 2°02" | IR1251SO0 | O O
M12x15 | 1.5 [11.03] 2°29" [ IR151SO | O O
M14x1 1 |13.35] 1°22" | IR10ISO
M14x1.25 [ 1.25(13.19 | 1°44" [ IR125ISO | - O . O
M14x15 | 1.5[13.03] 2°06" | IR15I1SO | - O . O
M15x1 1 [14.35] 1°16° | IR10I1SO
M15x1.5 | 1.5 |14.08 | 1°57" | IR151SO . O . (@)
M16x1 1 |15.35] 1°11° | IR10ISO
M16x15 | 1.5 [15.03| 1°49" [ IR151SO | O . O
M17x1 1 |16.35] 1°07" | IR10ISO O
M17x15 | 1.5 [16.03| 1°42" [ IR151SO | - . O . O
M18x1 1 [17.35| 1°03" | IR10ISO O O
M18x1.5 | 1.5 [17.03] 1°36" | IR151SO | - . O . . O
M18x2 2 [16.7 | 211" [ IR201SO | - . O . . O
M20x1 1 [19.35| 0°57° | IR10ISO . [@) . O
M20x1.5 | 1.5[19.03| 1°26" | IR15ISO . @) . O
M20x2 2 | 18.7 | 1°57" | IR201ISO | - . O . . . O

Note : The above tables show correspondence of internal toolholders at the time of setting clearance between thread and toolholder to 3 mm (1 mm in case of
SN type) and the finishing stock to 0.1 mm.
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l Metric fine screw thread (ISO) 2/4

Shank material Steel shank Carbide shank “Tsuppart-
o 5 Insert size 6IR 11IR 16IR 6IR 11IR 16IR 16IR
3 gl e NSGlalglelgllel lelelel2)2ol0]o]8]58/3/3|8|3/3(8/3(8]88
@ S | < 2l2le|glz|T|o|o|al5|5|5|z|8l8|8|8|z|c|lz|a|lr|F|lzle|2|2lE|8
< © © © © © © =] =} ] ® ™ © © © =} % % % é =) = = o % % © % % - I a
E |§]|8 | % Slg|g|2|8|5/5|8|5|2|8/5|8|2|5|E(8|5|5/5/8|5|:|8|5|a|8|5|¢
(e} = = o} nsertCat. \|[Z |Z |z || |c|lc|c|c|c|c || ||| ||| 2|lc|8B|IB|c|@|c|=Z|=z]|2
z e e — | No. 5051505055555 55505 5 5|5 6 5 5 6.6 5l 6l s 6/ 28|t
M22x 1 1 |21.35] 0°51" | IR101SO . O . O
M22x1.5| 1.5 | 21.03| 1°18" | IR151SO | » . . O . . . O
M22x2 | 2 | 20.7 | 1°46" | IR20ISO | - . . &) . . . @)
M24x1 | 1 |23.35| 0°7" | IR10ISO O . . O .
M24x1.5| 1.5 [ 23.03| 1°11° | IR15ISO | « . O . . . . O .
M24x2 | 2 |22.07] 1°39° | IR20ISO | « . . O . . . @)
M25x1 | 1 |24.35] 0°45 | IR10I1SO . o) . @) . :
M25x1.5 | 1.5 | 24.03| 1°08 | IR15ISO | « . . @) . . . o) . .
M25x2 | 2 | 23.7 | 1°32° | IR20ISO | « . . O . . . . 0
M26x1.5| 1.5 | 25.03| 1°06" | IR15ISO | « . . . O . . . . . @)
M27x1 | 1 |26.35] 0°42" | IR10I1SO . . o) . . . @)
M27x1.5 | 1.5 | 26.03| 1°03" | IR15ISO | « . . . O . . . . . @)
M27x2 | 2 | 25.7 | 1°25° | IR20ISO | « . . . O . . . . . e
M28x 1 1 |27.35| 0°40" | IR101SO . . O . : : ©)
M28x1.5| 1.5 | 27.03| 1°01" | IR15ISO | « . . . O . . . . . @)
M28x2 | 2 | 26.7 | 1°22° | IR201SO | « . . . O . . . . . @)
M30x 1 1 |29.35( 0°37 | IR101SO . . O . . : ©)
M30x1.5| 1.5 | 29.03| 0°57° | IR15ISO . . O . . . O
M30x2 | 2 | 28.7 | 1°16" | IR20I1SO | « . . . O . . . . . @)
M30x3 | 3 [28.05| 1°57° | IR30ISO @) O
M32x1.5| 1.5 | 31.03| 0°53" | IR15ISO . . O O . . . - 10
M32x2 | 2 |30.07] 1°11" | IR20I1SO | « . . . O Ol - . . . . .lo
l Metric fine screw thread (ISO) 3/4
Shank material Steel shank Carbide shank “Tsuppari-Ichiban”
o 5 Insert size 6IR 11IR 16IR 22IR 6IR 11IR 16IR 16IR 22IR
N e NN R EEEEEHE R EBEBEE
© 8 c IZ |||k |2|z2|2|ls|a|c|n|0(g|a |08 (8|8 |8|S|Ela|lE|lxl&|e|lac|a|t|lc|a
£ o5 3 slgigig|2ig|glglelelg|g|g|s|eld|g|EIE 818|215l |a|e|E|g|g8|8|88|8
E |S| 6| 3B S|s|s|s|s|s|g|glelglelelslgls|a|s|glglelelglalglalgles|glgelelglgl|s
S |E| & | 8 Ipetca|E|EE12\TEICC)2\8 55 22\5\ 55\ 225 EEEE 2 E 2525
No. S| b |B 6|6 |6|6|6|o|6|0|0|0|6|6|0|0|6|6|65|6|6|6|6|6|6|6|F|2|2|E|F|R
M33x1.5] 1.5 |32.03| 0°51" | IR15ISO . . . @) . . . 1O
M33x2 | 2 | 31.7 | 1°09" | IR20ISO | - . . . . Bile) . . . . . e
M33x3 | 3 |31.05| 1°46" | IR30ISO .
M35x1.5| 1.5 |34.03| 0°48" | IR15ISO . . . Bile) . . . e
M36x1.5| 1.5 |35.03| 0°47" | IR15ISO . . . Bile) . . . e
M36x2 | 2 | 34.7 | 1°03" | IR20ISO | - . . . . Bile) . . . . . e
M36x3 | 3 |34.05| 1°36" | IR30ISO .
M38x1.5| 1.5 |37.03| 0°44" | IR15ISO . . . Bile) . . . -0
M39x1.5| 1.5 |38.03| 0°43" | IR15ISO . . . Bile) . . . RIS
M39x2 | 2 | 38.7 | 0°58" | IR20ISO . . . BiTe) . . . -0
M39x3 | 3 |37.05| 1°29° | IR30ISO . -0 . TS
M40x1.5] 1.5 |39.03| 0°42" | IR15ISO . . . Bile) . . . RIS
M40x2 | 2 | 37.8 | 0°57" | IR20I1SO . . . Bile) ) ) ) -0
M40x3 | 3 |38.05| 1°26" |IR30ISO . -0 . RTS
M42x1.5| 1.5 |41.03| 0°40°" | IR15ISO . . . Bile) . . . -0
M42x2 | 2 | 40.7 | 0°54" | IR20ISO . . . TS . . . RITS
M42x3 | 3 |40.05| 1°22° | IR30ISO . Bile) . -0
M42x4 | 4 | 39.4 | 1°51" | IR40ISO .
M45x1.5] 1.5 | 44.03| 0°37° | IR15ISO . . . ITe) . . . Nelle)
M45x2 | 2 | 43.7 | 0°50° | IR201SO . . . ITe) . . . NIPISIIe)
M45%3 | 3 |43.05| 1°16" | IR30ISO . ITe) . . . . . NEAISIIe)
M45x4 | 4 | 42.4 | 1°43" | IR40ISO .
M48x1.5| 1.5 |47.03| 0°35 | IR15ISO . . . ITe) . . . Nelle)
M48x2 | 2 | 46.7 | 0°47° | IR20ISO . . . ITe) . . . NIPISIIe)
M48x3 | 3 |46.05| 1°11° | IR30ISO . INTe) . <1-]0/0
M48x4 | 4 | 45.4 | 1°36° | IR40ISO .
: Change the shim to AN16-2 =T J : Change the shim to AN16-2DT J
: Change the shim to NXN22-2 [2] : Change the shim to GXN22-2DT

Note : The above tables show correspondence of internal toolholders at the time of setting clearance between thread and toolholder to 3 mm (1 mm in case of
SN type) and the finishing stock to 0.1 mm.
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Il Seclection of ST-type Toolholders

l Metric fine screw thread (ISO) 4/4
Shank material Steel shank Carbide shank “Tsuppari-Ichiban”
o 5 Insertsize]  6IR 11IR 16IR 22IR 6IR 11IR  [16IR| 16IR 22IR
@ 2 g NI2I218|2]c 2|2 e2lelelele®lal]aly|8]213|3]218]2(83(8|3|2/518|5|8|5|8
E 3| & 2|2|2|2/5|5/2|2(2/3|8|%(8(5|8|218|8|8|8|2|2|5|5|5|2 515 1B |5 1B 8 8]5/8|2 |5
E |§|6| 3 SRR EEEEEEEEEEEEEEEHBEEEE
o = = o] nsertCat\|E|C || (X ||| (c|Z ||z Z || Xz 2222 c|@IC|BIE|BIZ|ZIZZ|Z2|Z(2
Z j& @ | 2 | 505\5|55|5|5|5|5556|6|6|2|0|5|5|6|6|8|2|5|aa|0|5 6|5 |8|a|2|2|2|2|2|8|12
M50x1.5( 1.5 | 49.03| 0°33" | IR15ISO . . . NNGIE . . . .lolo
M50x2 | 2 | 48.7 | 0°45" | IR20ISO . . . <« l0 . . . [ Jolo
M50x3 | 3 |48.05| 1°08" | IR30ISO . |10 . NEe)e)
M52x1.5| 1.5 | 51.08| 0°32" | IR15ISO . . . el 1O . . . -[-Tolo
M52x2 | 2 | 50.7 | 0°43" |IR20ISO . . . oo+ |O . . . « [+ OO
M52x3 3 |50.05| 1°06" |IR30I1SO . |« 1O . <« 0|0
M52x4 | 4 | 49.4 | 1°29° | IR40ISO el -0
M55x1.5| 1.5 | 54.08| 0°30" | IR15ISO . . . e O]« . . . Nle)le)
M55x2 | 2 | 53.7 | 0°41° | IR20ISO . . . el ]O . . . Nle)e)
M55x3 | 3 |53.05| 1°02" | IR30ISO . o] ]O . Ne)e)
M55x4 | 4 | 52.4 | 1°24° | IR40ISO el ][O .0
M56x1.5| 1.5 | 55.03| 0°30" | IR15ISO . . . el ]O . . . .. lolo
M56x2 | 2 | 54.7 | 0°40" | IR20ISO . . . N Ne) . . . Ne)e)
M56x3 | 3 |54.05 1°01" | IR30ISO . o] ]O . Ne)e)
M56x4 | 4 | 53.4 | 1°22" | IR40ISO |+l ]O + 1«0
M58x1.5| 1.5 | 57.08| 0°29° | IR15ISO . . . Ne) . . . Ne)e)
M58x2 | 2 | 56.7 | 0°39" | IR20ISO . . . N Re) . . . NN
M58%3 3 |56.05| 0°59° | IR30ISO . ele]«]O . .|« OO0
M58x4 | 4 | 55.4| 1°19° | IR40ISO elele|e]O He)
M60x1.5| 1.5 | 59.03| 0°28" |IR15ISO . . . oo |O . . . « |+ 10|O
M60x2 | 2 | 58.7 | 0°37" | IR20ISO . . . ool ]O . . . NBe)e)
MBOX3 | 3 |58.05 0°57° | IR30ISO . «|le]+]O . «|+ |00
M60 x4 4 | 57.4 | 1°16" | IR40ISO elele|e|O «+1O
l Unified coarse screw thread (UNC)
Shank material Steel shank Carbide shank “Teuppari
° E lanTgtrS(i;za? 11IR 1(:‘:F(m 22IR 27IR _ l1IR 16IRA £2IR
I O N [ e g S A P e S N S A IR A AR R R AR S ]
€ _1 513 5/5/8/5/5|58/5/5|58/3/8|slg|g|glc|lg|c|g|elz|g|z|c|8lelalg|e
= = | = L =
7/16-14UNC| 14 | 9.93 | 3°20" | (IR14UN)
1/2-13UNC | 13 | 11.43| 3°07" | (IR13UN)
9/16-12UNC| 12 | 12.91| 2°59" | IR12UN
5/8-11UNC | 11 | 14.38| 2°66" | (IR11UN)
3/4-10UNC |10 | 17.4 | 2°40" | (IR10UN)
7/8-9UNC | 9 | 20.39| 2°31" | IROUN
1-8UNC 8 |23.34| 2°29° | IRBUN O
11/8-7UNC | 7 | 26.22| 2°31" | (IR7UN)
11/4-7UNC | 7 |29.39| 2°15" | (IR7UN) O
13/8-6UNC | 6 | 32.17| 2°24" | (IR6UN) O
11/2-6UNC | 6 | 35.35| 2°11" | (IR6UN) O
18/4-5UNC | 5 | 41.15| 2°15" | (IR5UN) O
2-41/2UNC |4.5| 47.14| 2°11" | (IR45UN)
21/4-41/2UNC | 4.5 | 53.49| 1°55" | (IR45UN)
21/2-4UNC | 4 |59.38| 1°57" | (IR4UN)
23/4-4UNC | 4 | 65.73| 1°46" | (IR4UN)
3-4UNC 4 | 72.08| 1°36" | (IR4UN)
31/4-4UNC | 4 | 78.43| 1°29" | (IR4UN) 1|0
31/2-4UNC | 4 | 84.78| 1°22" | (IR4UN) 1|0
33/4-4UNC | 4 |91.13| 1°16" | (IR4UN) I RIO]
4-4UNC 4 | 97.48| 1°11" | (IR4UN) 1|0
: Change the shim to NXN22-2 j : Change the shim to GXN22-2DT

: Change the shim to NXN27-2

Note : The above tables show correspondence of internal toolholders at the time of setting clearance between thread and toolholder to 3 mm (1 mm in case of
SN type) and the finishing stock to 0.1 mm.
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l Unified fine screw thread (UNF)

Shank material Steel shank Carbide shank “Tsuppari-Ichiban”
o 5 Insert size 6IR 11IR 16IR 6IR 11IR 16IR 16IR
N © HolderCat.l o [ oo [ o [ o o alelalelaglalaglalolw E e
K E S ol g 1 &1 &)2 |2 Y elelelelglg|g|8|2(88|8|28|g|8 2|8
] S c I | I ||| |3|=2|=2|la|lxc|8|8|8|8|s|=|la|lrlxg|8|lo|x|aq
£ ° © 18| 8|82 ||| R|Q&|35|d|5|35|8|2|%9 ||l |%|c||4
E |-/ 5|3 g1 8|8|8|58|58|8/8|8|8|8/8/8/8|s|alglalgle|lglg B
o o e O fnsetCat\[ £ | EZ |2 | £ | € | | | |C |2 |8 ||| 8|lc|@|cCc|88|c|8|z2|Z|%2
= e | 4 N 55|55 |5 |5 5|5 6|8 |3|53|5|5|6|la|5|5|a|a|/2|B|8
(IR24UN)
3/8-24UNF |24 | 8.84 | 2°11°
IRA60
(IR20UN)
7/16-20UNF | 20 | 10.29| 2°15°
IRAGO | O O
(IR20UN)
1/2-20UNF | 20| 11.87]| 1°57°
IRA60 . O . O
(IR18UN)
9/16-18UNF | 18 | 13.37| 1°55°
IRA60 . @] . O
(IR18UN)
5/8-18UNF | 18 | 14.96| 1°43°
IRAG0 . O . O
3/4-16UNF | 16| 18.02| 1°36" | IRI6UN O O
7/8-14UNF | 14 | 21.05| 1°34" | IR14UN - 1O . O
1-12UNF | 12| 24.03| 1°36" | IR12UN O O
11/8-12UNF| 12 | 27.2 | 1°25" | IR12UN O O O
1 1/4-12UNF| 12 | 30.38| 1°16" | IR12UN . O O Ne)
13/8-12UNF| 12 | 33.55| 1°09" | IR12UN . Ne) O c 110
11/2-12UNF| 12| 36.73| 1°03" | IR12UN . + 1O O e
l Unified extra fine screw thread (UNEF)
Shank material Steel shank Carbide shank “Tsuppari-Ichiban”
. Insertsize|  6IR 11IR 16IR 6IR 11IR 16IR 16IR
2 % HolderCat.| o | o o~ o~ N P o o By 518
® E | Nlg | g |- || -|2|elelelele|@|(@|cls|cli|lelelEl2]|8
© 8 c T | I ||| o]0 |s|s|lajlx|lo |88 ||| o0|lT|s|s|e|x|a
£ S | s gz 2l2|2|2|e|e|lgs|g|8g|8|8/28|2|8|F|e|l2|z/8)|¢%8
E | _| § |3 S|s|8|8/8/8|s|8|g|g|lg|s|g/8/8/&8|8|8|/s|e|/g|¢g
S g £ 8 |hsetCallE )5 & |5 )2 |52 | )5 ||\ % |5 \C |5 T)=)|z]|z3
~ No. 5| 5|6 |6 |6|6|56|15|6|6|6 5|5 |6|6|6|6|6|6|2|2|8
3/8 32 | 9.01 | 1°61" | IR32UN
7/16 28 | 10.52 | 1°57° | IR28UN | O @)
1/2 28 [ 12.11 | 1°37" | IR28UN
9/16 24 | 13.6 | 1°42" | IR24UN
5/8 24 [ 15.19 | 1°27° | IR24UN
11/16 | 24 | 16.77 | 1°15" | IR24UN O O
3/4 20 | 18.22 | 1°27" | IR20UN O O
13/16 | 20 | 19.81 | 1°17" | IR20UN . O . O
7/8 20 | 21.4 | 1°08" | IR20UN . O . O
15/16 | 20 | 22.99 | 1°01" | IR20UN . . O . O @)
1 20 |24.57 | 0°94" | IR20UN . . @) . . o) O
1 1/16 | 18 | 26.07 | 0°99" | IR18UN . . @) . . o) O
11/8 18 | 27.66 | 0°93" | IR18UN . . @) . . o) o)
1 3/16 | 18 |29.25 | 0°88" | IR18UN . . . @) . . O . O
1 1/4 18 | 30.83 | 0°84" | IR18UN . . . @) . . O . O
1 5/16 | 18 |32.42 | 0°79" | IR18UN . . . o) . . o) .10
1 3/8 18 | 34.01 | 0°76" | IR18UN . . . .l o . . Ie) .- To
1 7/16 | 18 | 35.6 | 0°72" | IR18UN . . . - 10 . . @) .10
11/2 18 | 37.18 | 0°69' | IR18UN . . . . lo . . e) .- ]l0
1 9/16 | 18 |38.77 | 0°66" | IR18UN . . . - 1O . . O .« |0
1 5/8 18 | 40.36 | 0°64" | IR18UN . . . e ]0 . . o) .- 10
111/16 | 18 | 41.95 | 0°61° | IR18UN . . . e ]0 . . o) .- 10

Note : The above tables show correspondence of internal toolholders at the time of setting clearance between thread and toolholder to 3 mm (1 mm in case of SN
type) and the finishing stock to 0.1 mm.
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Il Selection of ST-type Toolholders
I Whitworth British Standard (BSW)

Shank material Steel shank Carbide shank “Tsuppari-lchiban”
L Insert size 16IR 22IR 16IR 16IR 22IR

2 % o Holder Cat. o ) ~ - ~ " = = =
B £ 5 No| «© © © © © © Q ﬁl ﬁl N 8 © ® © ‘% a Q §
] 8 c S| 5|5 |z |z |d|lc|loc|lole|d|zs|5|8 |z |a|5|8
C © © © © © a g % o o o & % © © - g I I o]
£ 5| 3 558|858 |/8|g|g|s|g|g/8|g|s|5|8 | 8|/8|2|¢8
S |Z| £ | 8 |metcat\|l 2 |Z |Z|E|E|E|E2 |2 || & S |c|c |z |E|%|z=2|¢%2
z e = [No. 5| % |5 |6 |86 1585|8686 | 6|06 |86 |86 | 2|2 |12 |8

7/16 14 | 9.95 | 3°32" | IR14W

1/2 12 [ 11.34 | 3°40" | IR12W

9/16 12 [12.93 | 2°98" | IR12W

5/8 11 | 14.4 | 2°92" | IR11IW

11/16 11 [15.98 | 2°63" | IR11W

3/4 10 [17.42 | 2°66" | IR1OW
7/8 9 |[20.42 | 2°52" | IROW
1 8 |23.37 | 2°48" | IR8W

11/8 7 |26.25| 2°52" | IRTW

1.1/4 7 | 29.43 | 2°25" | IRTW

1.1/2 6 |35.39 | 2°18" | IR6W

184 | 5 | 4122925 | IRsW
.

2 : Change the shim to NXN22-2 <—— : Change the shim to GXN22-2DT <——

I Whitworth British Standard Fine (BSF)

Shank material Steel shank Carbide shank | “Tsuppari-Ichiban”
o B lr;izr;scif 6IR 11IR 1(:‘!R 22IR NGIRN 16IR 1E|R 22IR
s - ol G T lel2|EleielglS S8l el BlelE
S —| 5 B sS|s|8|8|g8|8|s|ls|eg|8|8|8|8|s|g|8|8|8|8|glg|2]|zg
2 (Rl |8 2515|555 5|5|5|5\5|5|5/3/2|2|5 5 p2|8|8\8,8
7/16 18 | 10.21 | 2°52" | IR18W
1/2 16 | 11.68 | 2°48" | IR16W | O O
9/16 16 [13.27 | 2°18" | IR1I6W | « | O N NG)
5/8 14 [14.71 | 2°25° | IR14W
11/16 14 | 16.3 | 2°03" | IR14W O
3/4 12 [17.69 | 2°18" | IR12W
7/8 11 [20.75 | 2°03" | IR11W
1 10 [23.77 | 1°95° | IR10W O
11/8 9 |26.77 | 1°92" | IROW (@) @)
1 1/4 9 [29.94| 1°72" | IROW . O
13/8 8 |32.89 | 1°76" | IR8W . O
1172 8 [36.07 | 1°61° | IR8W . . O .
1 5/8 8 |39.24 | 1°48" | IRBW . - O O <1+ 0
1 3/4 7 | 4213 1°57° | IRTW O
2 7 | 48.48 | 1°37" | IRTW . + | O - 1O
2 1/4 6 | 54.44 | 1°42" | IREW . + | O « 1O
2 1/2 6 |60.79 | 1°27" | IR6W . NG « 1O
2 3/4 6 |67.14| 1°15" | IR6W . I NG) + 1O
3 5 |72.95| 1°27" | IRBW . + | O - 1O
3 1/4 5 | 79.3 | 1°17" | IRSW . + | O - 1O
: Change the shim to AN16-2 - : Change the shim to AN16—2F—'_/
: Change the shim to NXN22-2 : Change the shim to GXN22-2DT

Note : The above tables show correspondence of internal toolholders at the time of setting clearance between thread and toolholder to 3 mm (1 mm in case of
SN type) and the finishing stock to 0.1 mm.
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° .
l 30° trapezoidal thread (TR) 172
Shank material Steel shank Carbide shank “Tsuppari-Ichiban”
o 5 Insert size 16IR 22IR 27IR 16IR 16IR 22IR
@ Holder Cat. — = = =
@ £ % No.| © ol e ©o|lelo|o|e|x Qe SEERENEES % ; & g 5 5 3 § = 5
= 8 c S|S|s|e|z|a|E|2|lc|l8|8|c|2|E|2|z/|2/8|3 | x| m| |58
c © « Clo || |88 |8 3|28l 8 8|8 |8|ls|lz|lz| 5| S| & 398|838
€ < < el clc|la|lgelelelele|lo|l8|8|lele|e|8|lz|8|2]| 2o S S S|/a2]8]|8
[5) [&) < o o I o o o o o o o o o o o T o o 8 o o o o o o o
2 E E © |InsertCat.\| £ Z|c /12|22 |¢g z €|cC /22| 2 Z 2 £ Z = = 312|2|3
= |No. 5|5 |65|0|60|6|0|6|6|a|H|0|0|0|C|G6|a|la|L2 | 2| 2| E|2|R|E
TR22x3| 3 | 20.5 | 2°40" | IR30TR
TR24x5| 5 | 21.5 | 4°14"| IR50TR
TR24x3| 3 | 22.5 | 2°26" | IR30TR
TR26x5| 5 | 23.5 | 3°52" | IR50TR
TR26X3| 3 | 24.5 | 2°14" | IR30TR O
TR28x5| 5 | 25.5 | 3°34" | IR50TR
TR28x3| 3 | 26.5 | 2°04" | IR30TR .
TR30X6| 6 | 27 | 4°03" | IR6OTR
TR30%3| 3 | 28.5 | 1°55" | IR30TR .
TR32x6| 6 | 29 | 3°46 | IR6OTR
TR32x3| 3 | 30.5 | 1°48 | IR30TR . [2] .
TR34x6| 6 | 31 | 3°32"| IR6OTR
TR34x3| 3 | 32.5 | 1°41"| IR30TR . [2] .
TR36x6| 6 | 33 | 3°19"| IR6OTR
TR36%3| 3 | 34.5 | 1°35" | IR30TR . 2 | [2] .
TR38x3| 3 | 36.5 | 1°30" | IR30TR . 2 |2 .
TR40x3| 3 | 38.5| 1°25" | IR30TR | * - O @)
TR42x3| 3 | 40.5 | 1°21" | IR30TR | * e O
TR44x3| 3 | 42.5 | 1°17" | IR30TR | * « |10 O @)
TR46Xx3| 3 | 44.5 | 1°14" | IR30TR | * « |+ O @) . - |1 O
TR48x3| 3 | 46.5 | 1°11"| IR30TR | - « |« |0 O N EC)
TR50x3| 3 | 48.5 | 1°08" | IR30TR | * <« 1O O . e
TR52x3| 3 | 50.5 | 1°05" | IR30TR | * el e« 1O O . - | O
TR55%3| 3 | 53.5 | 1°01" | IR30TR | * el | |O @) . 1O
TR60x3| 3 | 58.5 | 0°56" | IR30TR | * sl |« 1O O . «- |1 O
: Change the shim to AN162 <——  Change the shim to AN16-2DT <——
o .
l 30° trapezoidal thread (TR) 2/2
Shank material Steel shank Carbide shank “Tsuppari-Ichiban”
5 Insert size 16IR 22IR 27IR 16IR 16IR 22IR
(0] -
N |5} o Holder Cat. R ) =1 B I N N I I e I I I P
D IS 2 No.[ © ©clojlojlolo|g|lg |y || |T I8y RISI2lg|lo=18318/2/8|81]18
= g | 2 Sisislelz|alelg|g|Sldelalslelglslzl8|g|Clg|n cls|&|
c © © clelv|IR|8|8|R|RIS8/8I18|Z212|s/8|8|g|e|5|5|5|8|8|8/8|&8/8
€ < < ke olo|loc|lg|e|glglglglg|e|8|l8|8|2|8|8|cl=z|zc|e|8|8|8|2]8]|8
[3] [3] o] Slo|lg|le|e|le|lg|loc|lecle|l@|lpgl|lag|l@|lg|lgle|8|8 | |& || |E|& |
o 2 | £ o |nsetCat\|Z | S| S |S S |2 Z | (S 2|2z 2 |S(z|2|S|2/2|2|2|2|58|Z2|2|3
z o | a —1 |No. 5|5 |6|6|6|6|6|6|6|6|6|C|8|C|6|C|C|d|a|a|R|R|2|E|R2|L|E
TR65x4 | 4 63 | 1°09° | IR40TR . <110 .1 70
TR70x4 | 4 68 | 1°04° | IR40TR . el l0 .l .]0
TR75%x4 | 4 73 | 1°00" | IR40TR . el 0 .1-1o
TR8OX4 | 4 78 | 0°56" | IR40TR . el ]O . .0
TR85x4 | 4 83 | 0°53" | IR40TR . el lO .l -To
TR9OX4 | 4 88 | 0°50" | IR40TR . el el ]O .l-]0
TR95X4 | 4 93 | 0°47° | IR40TR . 1110 .l-lo
TR100x4| 4 98 | 0°45° | IR40TR . el O .70
TR105x4| 4 | 103 | 0°42" | IR40TR . el ]O .l.]0
TR110x4| 4 | 108 | 0°41" | IR40TR . el | |O e}
TR115x6| 6 | 112 | 0°59° | IR6OTR <l -0
TR120x6| 6 | 117 | 0°56" | IR6OTR -l.l0
TR125x6| 6 | 122 | 0°54° | IR6OTR Te)
TR130x6| 6 | 127 | 0°52° | IR6OTR NS
TR135x6| 6 | 132 | 0°50° | IR6OTR e
TR140x6| 6 | 137 | 0°48" | IR6OTR e
TR145x6| 6 | 142 | 0°46° | IR6OTR <l -0
TR150x6| 6 | 147 | 0°45" | IR6OTR e
TR155x6| 6 | 152 | 0°43" | IR6OTR e
TR160x6| 6 | 157 | 0°42° | IR6OTR « |« 1O
TR165x6| 6 | 162 | 0°41" | IR6OTR e}
TR170x6| 6 | 167 | 0°39" | IR6OTR e

Note : The above tables show correspondence of internal toolholders at the time of setting clearance between thread and toolholder to 3 mm (1 mm in case of

SN type) and the finishing stock to 0.1 mm.
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Il Seclection of ST-type Toolholders

I Para"el pipe th read (G) This table is also applied to PF, Rp, and PS type threads.

Shank material Steel shank Carbide shank “Tsuppari-Ichiban”
o % In:elgts(i;z? 6IR 11IR 16IR 6IR 11IR 16IR 16IR
g ] S T 5|2 S| a|la2/2/5|5|9/8/3|lg|g|8|8|z|lz|la|z|z|g|e|lE|a kg
£ SI8|2I2 121212 |8|8|d || |8 |35|5|35|s5|2|2|¥|&|le|S|a|g|g8|g
Elx|S |8 | R slglslgs|g|g|a|g|8|glelglelglglelg|g|g|g|glalgle|elg|e
o |Aj=e | £ ® fnsettCat\|[E |Z|Z | (Z ||| (S |2 S |Z|Z|2E|E|2|2|C|2|C|8B|IE|2|Z2(2|2|Z
Z |Hja | & | 3 | 5155|555 5|56\ 86|868|8|8|z|5\alalalal5| a6l 5/ 2|88
G1/4 [19]1.34]12.30] 1°59" | IR19W | « [O . O
G3/8 |19 [1.34| 15.81| 1°33" | IR19W | | * @) . O
G1/2 |14 |1.81]19.79 | 1°40" | IR14W . .
G5/8 |14 [1.81]21.75| 1°31" | IR14W . @) . @)
G3/4 |14]1.81| 25.28 | 1°18" | IR14W . . (@) . . O O
G7/8 |14 |1.81|29.04 | 1°08 | IR14W . . . O . . @) - 10
G 11 [2.31| 31.77 | 1°20" | IR11W . O @) « 1O
G1-1/8[ 11 [2.31] 36.42 | 1°09" | IR11W . - O @) « | |0
G1-1/4( 11 |2.31| 40.43 | 1°02" | IR11W . « O @) « | <10
G1-1/2| 11 |2.31| 46.32 | 0°55" | IR11W . « |« |O O sl e« 1O
G1-3/4( 11 |2.31| 52.27 | 0°48" | IR11W . NERERIe) O sl 10
G2 11 [2.31| 58.14 | 0°43" | IR11W . sl | ]O @) sl |« 10O
G2-1/4| 11 [2.31] 64.23 | 0°39" | IR11W . I ENENEKRIC) @) el o« O
G2-1/2| 11 |2.31| 73.71 | 0°34" | IR11W . el e e« |O O el e« |O
G2-3/4| 11 [2.31| 80.06 | 0°32" | IR11W . e e« |O O sl o+ |O
G3 11 [2.31] 86.41 | 0°29" | IR11W o/o|ofo|[] 0| o |0
G3-1/2| 11 |2.31| 98.85 | 0°26" | IR11W o|lo|of|o|[] ol o|[0
G4 11 [2.31/111.55 0°23" | IR11W olo|ofo]M ol o|[0
G4-1/2] 11 |2.31]124.25| 0°20° | IR11W olo|ofo][ ol o|[0
G5 11 [2.31/136.95| 0°18" | IR11W olo|ofo]M ol o|[0
G6 112.31/162.35) 0°16" | IR11W olo|ofo][m o o|[0

[0] : Change the shim to AN16-0 — [0] : Change the shim to AN16-0DT +—

I Ta per pipe th read (Pn This table is also applied to Rc type pipe thread.

Shank maerial Steel shank Carbide shank “Tsuppari-Ichiban”
5 Insert size 6IR 11IR 16IR 6IR 11IR 16IR 16IR
g S| 8 ARHBEHEEEEEH BRI
g o é é % Insert Cat. § é é é § é é é é § é cgc é § ; % % % % § g § % § % ; g E %
Z |Hjo | o | Jd |N. 51555565555 6|5|8|8|8|3|3|5l5\5l5l5.56lal2|2|E|-
PT1/4 |19 (1.34|12.30 | 1°59" | IR19PT | O O
PT3/8 |19 (1.34(15.81 | 1°33" | IR19PT | * O . O
PT1/2 [ 14[1.81(19.79 | 1°40" | IR14PT O . O
PT3/4 |14 |1.81|25.28 | 1°19" | IR14PT O . . O O
PT1 [11]2.31(31.77 | 1°20" | IR11PT . @) O e
PT11/4 11 |2.31(40.43 | 1°02" | IR11PT . -0 @] <10
PT11/2| 11 |2.31|46.32 | 0°55° | IR11PT . <+ 1O O sl 10
PT2 |11(2.31|58.14 | 0°43" | IR11PT . cl |0 O sl O
PT21/2| 11 |2.31(73.71 | 0°34" | IR11PT . sl O O sl 10
PT3 [11(2.31(86.41 | 0°29° | IR11PT ojo|o0|o0 |0 0|0 |0
PT31/2| 11 |2.31(98.85 | 0°26" | IR11PT ojo|o0]|o0 |0 0|0 |0
PT4 [11|2.31[111.55| 0°23" | IR11PT o[{o|0|o0 ([ 010 [0
PT5 |11(2.31|136.95| 0°18" | IR11PT 0[{o|0|o0 ([ 010 [0
PT6 |[11|2.31(162.35| 0°16" | IR11PT ojo0|0]|o0|[0 0|0 |[0
PT7 |11|2.31(187.75| 0°13" | IR11PT ojo0|0]|o0 |0 0|0 |[0
PT8 |11(2.31|213.15| 0°12" | IR11PT 0|0|0|0|[0] 0|0 |0
PT9 |11]2.31|238.55| 0°11" | IR11PT 0|0|0|0|[0] 0|0 |0
PT10 |11(2.31(263.95| 0°10" | IR11PT ojo|o]o0 |0 0|0 |
PT12 |11|2.31(314.75| 0°08 | IR11PT ojo|o]o |0 00|
[0] : Change the shim to AN16-0 — [0] : Change the shim to AN16-0DT P

Note : The above tables show correspondence of internal toolholders at the time of setting clearance between thread and toolholder to 3 mm (1 mm in case of
SN type) and the finishing stock to 0.1 mm.
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I National taper pipe thread (NPT)

Shank mateial Steel shank Carbide shank “Tsuppari-Ichiban”
Insert size 6IR 16IR 6IR 16IR 16IR
[0
Holder Cat. | =] o~ = =
& 2 Wl g1gd el d|d|elelele2|dlgg|g 8 gl 2 5 2|85
T € /2| 2|2 z2|2|2|8)c|g|5|3|8|8|g| g|lz|g|glelz|alL
& < © © © @ © © © I 2 S < It5} o4 < o4 < © o o S IS & 2}
c e/ 8/ 8| 8|c|s|s|elo|a|gl8s|8|lg|ls8|8|c|lele|lalgslgls
S — g g 5 8 5 3 8 S S =] S o E 8 S S S S =1 S =) e 2 2 2
2 o = ® |nsetCat\l L | €| || ||| %)% %) 2z|z2 El 2| 2| & < 2| 2(z|z|2z2|3
= o = |No. 5| 5|6 6|65 5|66 616|]0]0|8|3|5|5|&|la|a|l2|e||2
3/8NPT | 18 | 1.41 | 1°37" [IR18NPT | - @) . @)
1/2NPT | 14 | 1.81 | 1°40" |IR14NPT
3/4NPT | 14 | 1.81 | 1°19° |IR14NPT @] O O
1NPT 11.5| 2.21 | 1°17° |IR115NPT O @] O - 1O
1 1/4NPT [11.5| 2.21 | 1°00" |IR115NPT @] -« |0 O |10
11/2NPT |[11.5| 2.21 | 0°52" |IR115NPT O - |0 O o | . - 1 O
2NPT 11.5| 2.21 | 0°41° |IR115NPT @] el -]1-]10 O el ] «<]0O
21/2NPT| 8 |[3.175| 0°50° |IR8NPT O N Ne) O || <]O
3NPT 8 |3.175| 0°40° |IRSNPT O el -]1-]0 @] ] -]0O
31/2NPT | 8 |3.175| 0°35" |IRSNPT @] el |10 O el ] «]0O
ANPT 8 |[3.175| 0°31" |IR8NPT @] el |10 O -] «<]0O
5NPT 8 |3.175| 0°25° |IRSNPT 0o|/0|0]o0|[0] 0| o0 [0
6NPT 8 |3.175| 0°21° |IRSNPT olo]| o] o0 [0 0| 0 |[0
8NPT 8 |3.175| 0°16" |IRSNPT olo| o] o0 [0 0| 0 |[0
10NPT 8 |[3.175| 0°13" |IR8NPT ofo| 0| o0 |0 0| o |0
12NPT 8 |3.175| 0°11" |IRSNPT o(0]| 0|0 |0 0| 0|0
14NPT 8 |3.175| 0°10° |IRSNPT 0o|/0|0]o0 [0 0| o0 |[0]
16NPT 8 |3.175| 0°09° |IR8NPT olo|o0o]|o0 [0 0| 0|0
18NPT 8 |3.175| 0°08" |IRSNPT o(o]| 0| o0 [0 0| 0 |[0
20NPT 8 |3.175| 0°07" |IR8NPT 0o|0]| 0|0 [0 0| 0 |[0]
24NPT 8 |3.175| 0°06° |IRBNPT 0/0| 0|0 |[0] 0| o |[0]
[0]: Change the shim to AN16-0 «+— [0] : Change the shim to AN16-0DT +—!
° .
B 29° trapezoidal thread (ACME)
Shenk material Steel shank Carbide shank | “Tsuppari-lchiban”
o Insert size 16IR 22IR 27IR 16IR 16IR 22IR
g © o Holder Cat.[ o ® © « N © ~ = &) o [ © = = =
) = = Nof = | & | ¢ S22l |gl8|8|R|s18 |3 |2|al2e|8]8%
© B c = =213 |/5(%2/8|c|o|F 2|33 |lz|le|lec|2|x|g|
© © © © © Q =] S Irs) © o oc pay 5] 0 N
£ s|l2/2|8|8|8|8|g|lsg|s|8|3|&|2|s|s|g|s8|g|8Q8
Slzls |8 |3 g g|g|g|g|lg|8|g|2|e|e|le|e|g 5|8/ | |¢
o ||xe | £ @ fnsetCat\l =z | £ | £ | Z |Z |z |z |2 | S|z |Z2 |z |Z|Z |2 |2 |5 |2|2|35
Z |H|a o = |No. » 7 ) [$) o o » » 1) o o o S| & 7 7 = 2 2 =
3/8 |12 [2.12|8.465 | 4°33" | IR12ACME
7/16 12 [2.12 [10.053| 3°50° | IR12ACME

1/2 |10 |2.54 | 11.43 | 4°03" | IR10ACME

5/8 8 |3.18 [14.274| 4°03" | IRBACME

3/4 6 |4.23 [16.934| 4°33" | IRGACME

7/8 6 |4.23 [20.109| 3°50" | IRBACME

1 5 |5.08 |22.86 | 4°03" | IRSACME

1-1/8| 5 |5.08 [26.035| 3°33" | IRSACME

1-1/4| 5 |5.08 |29.21 | 3°10" | IRSACME

1-3/8| 4 16.35|31.75| 3°39" | IR4ACME

1-1/2| 4 16.35 34.925| 3°19" | IR4ACME

1-3/4| 4 16.35 [41.275| 2°48" | IR4ACME

2 4 16.35 47.625| 2°26° | IR4ACME

Because this thread standard is characterized with large pitch and small diameter, (that is a large lead angle) the standard inserts and toolholders can not

be used for machining this thread type. The application is limited to outside of the standard.

Note : The above tables show correspondence of internal toolholders at the time of setting clearance between thread and toolholder to 3 mm (1 mm in case of SN
type) and the finishing stock to 0.1 mm.
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Il Standard Cutting Conditions and Infeed Methods

Threading guidelines

Determine the infeed per pass and number of threads
while referring to the table and description below.

Pitch (mm) 05 | 075 | 1 725 | 15 | 1.75 | 2 25 3 35 7 75 | 5-
TPI 48 | a2 24 20 16 14 12 10 8 7 6 55 | 5-
No ofpasses | 4~6 | 4~7 | 4~8 | 5~9 |6~10|7~12 |7 ~12 |8~ 14|10 ~ 1611 ~ 1811 ~ 18|11 ~ 19[12 ~ 24

Note:

* When using the full-profile insert, set the total infeed amount by
taking the finish stock of 0.1mm into account.
e Set the first infeed to 150 ~ 200% of nose R and do not allow it

to exceed 0.5 mm.

e The infeed amount during the final pass must be a minimum of

zero cutting of work hardened surfaces will reduce tool life.)

e The partial-profile insert or inside diameter insert has small nose
R. Reduce the infeed per pass and increase the no. of passes.

¢ Regarding standard infeed per passes and no. of passes, please
refer to our catalog.

0.05 mm. No zero cuts should be made. (Extra small infeed or

Infeed methods for threading tools

Infeed method

Features

2

Straight infeed (radial infeed)

¢ Most simple and typical method
Suitable for relatively small pitch threads of easily machinable material.

¢ Chip contact length on right and left is longer, causing chattering, with increased load
on the nose end.

e When the half included angle is not symmetrical to the right and left, infeeding in the
direction of 1/2 of the included angle will ensure equal machining with right and left
cutting edges.

>

Single edge infeed
(flank infeed)

Suitable for large pitch threads or easy to tear materials. Effectively prevents chattering.

Chips are discharged in one direction only. Satisfactory chip control.

Edge on the right (with zero infeed) tends to be worn heavily.

>

Modified single-edge infeed
(flank infeed)

e Suitable for large pitch threads or easy to tear materials. Effectively prevents chattering.
e Chips are discharged in one direction only. Satisfactory chip control.

e Edge on the right tends to be worn heavily.

>

X7

Alternating flank infeed

e Suitable for large pitch threads or easy to tear material. Effectively prevents chattering.

e Chips are discharged alternately in right and left directions, resulting in possible
entanglement.

¢ Right and left edges are used alternately, ensuring uniform wear and extending tool life.
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I Infeed per Pass and Number of Passes

B ISO metric full-profile inserts (for external) B I1SO metric full-profile inserts (for internal)

Pitch |05 [075| 1 [1.25/15|1.75| 2 |25| 3 (35| 4 |45| 5 |55]| 6 Pitch |0.5|0.75| 1 |[1.25(1.5(1.75| 2 |25| 3 |35| 4 [45| 5 |55| 6
Height of | 5510.47|0.630.79]0.951.11|1.27|1.58| 1.9 |2.21|2.53|2.85|3.16|3.48| 3.8 Height of | 59| 0.43|0.58|0.72|0.87|1.01|1.16|1.45|1.74|2.03| 2.32|2.61 | 2.9 |3.19|3.48
thread thread
T°‘;! gﬁf‘h 0.42/0.57|0.73|0.89[1.05|1.21|1.37[1.68| 2 |2.31|2.63|2.95|3.26|3.58| 3.9 T°‘:f' gstpth 0.39]0.53/0.68|0.82(0.97 [1.111.26{1.55[1.84|2.13|2.42|2.71| 3 |3.29|3.58
1/0.15/0.18{0.25(0.25| 0.3 | 0.3 | 0.3 | 0.3 |0.35|0.35| 0.4 | 0.4 |0.45| 0.5 | 0.5 1[0.08| 0.1 {0.14|0.15| 0.2 | 0.2 | 0.2 |0.25|0.25| 0.3 | 0.3 |0.35(0.35| 0.4 | 0.4
2/0.12{0.12| 0.2 | 0.2 |0.25|0.25|0.25|0.25| 0.3 | 0.3 |0.35|0.35|0.35(0.35| 0.4 2(0.07(0.090.13]0.13|0.16|0.18|0.180.22 | 0.22|0.25 | 0.25|0.25|0.25 | 0.25|0.25
3| 0.1{0.12(0.13/0.15| 0.2 | 0.2 | 0.2 |0.25|0.25| 0.3 | 0.3 | 0.3 | 0.3 | 0.3 | 0.3 3(0.07(0.08/0.11/0.12|0.14|0.16|0.17| 0.2 | 0.2 {0.22|0.22|0.22|0.22|0.22|0.22
4/0.05| 0.1 | 0.1 |0.14]0.15|0.16| 0.2 |0.23| 0.2 {0.25|0.25|0.25|0.25|0.25|0.25 4/0.06(0.08| 0.1 [0.11]0.12|0.14|0.16|0.18|0.18| 0.2 | 0.2 | 0.2 | 0.2 | 0.2 | 0.2
5 0.05/0.05| 0.1 | 0.1 [0.15/0.15( 0.2 | 0.2 |0.21| 0.2 | 0.2 |0.25|0.23|0.25 5(0.06(0.07|0.08| 0.1 |0.12|0.12|0.14|0.16|0.16{0.180.18|0.18| 0.2 | 0.2 |0.19
6 0.05/0.05| 0.1 {0.12(0.15/0.15/ 0.2 | 0.2 | 0.2 | 0.2 | 0.2 | 0.2 6(0.05(0.06/0.07|0.09| 0.1 | 0.1 |0.12]0.15/0.15(0.16|0.18|0.18|0.18|0.18|0.18
7 0.05| 0.1 |0.15/0.15/0.15|0.15| 0.2 | 0.2 | 0.2 | 0.2 7 0.05/0.05|0.07|0.08{0.09| 0.1 | 0.1 {0.14(0.14|0.16|0.16|0.16|0.16|0.17
8 0.05| 0.1 |0.15(0.15(0.15/0.15/0.18|0.15|0.15 8 0.05|0.05|0.07 |0.08| 0.1 [0.130.13|0.14|0.14|0.14|0.14|0.16
9 0.05| 0.1 |0.15|0.15|0.15/0.15|0.15|0.15 9 0.05|0.06|0.08(0.12(0.12|0.14|0.14|0.14|0.14|0.15
@ 10 0.1 | 0.10.13]0.15|0.15|0.15|0.15 @ 10 0.05/0.06| 0.1 {0.11[0.12/0.12|0.13|0.13|0.14
§ 11 0.05| 0.1 | 0.1 [0.15]0.13|0.15|0.15 § 11 0.05/0.08| 0.1 [0.12]0.12|0.13|0.13|0.14
..g' 12 0.05| 0.1 | 0.1 | 0.1 |0.15|0.15 g' 12 0.06| 0.1 | 0.1 {0.12]0.12|0.13|0.13
5| 13 0.1 0.1 01 0.15/0.15 5| 13 0.05/0.07| 0.1 |0.11]0.12|0.12|0.13
‘é 14 0.05/ 0.1 | 0.1 | 0.1 |0.15 E 14 0.05/0.09| 0.1 |0.12]0.12|0.13
2 15 0101|0101 2 15 0.07| 0.1 |0.11]0.12]0.12
16 0.05/ 0.1 | 0.1 | 0.1 16 0.05/0.09| 0.1 {0.12{0.12
17 0.1(0.1]01 17 0.08] 0.1 | 0.1 0.12
18 0.05| 0.1 | 0.1 18 0.05] 0.1 | 0.1 | 0.1
19 0.1 01 19 0.08] 0.1 | 0.1
20 0.05] 0.1 20 0.05| 0.1 | 0.1
21 0.1 21 0.08| 0.1
22 0.05 22 0.05] 0.1
23 23 0.08
24 24 0.05
l Unified full-profile inserts § Whitworth full-profile inserts
For external ‘ For internal For external ‘ For internal
TPI 24120 |18 |16 | 14| 12| 8 |24 |20 |18 |16 |14 |12 | 8 TPI 2019|1816 |14|12|11|10| 8 [20|19|18|16|14|12|11|10| 8
Height of |0 57| 0.8 (0.89|1.01/1.15/1.34|2.01/0.61|0.74|0.82|0.92|1.05|1.23| 1.84| | HEIGNt Of Io g3/0 8/0.92/1.04/1.19]1.30]1.51|1.66/2.08|0.83/0.88/0.921.041.191.39 1 51| 1.66[2.08
thread thread
Total gstpih of|0.77| 0.9 |0.99/1.11]1.25|1.44|2.11/0.71]0.84|0.92|1.02|1.15|1.33|1.94 T°‘gf| gﬁtpth 0.93(0.98|1.02|1.14(1.29|1.49(1.61|1.76|2.18|0.93|0.98(1.02|1.14|1.29|1.49|1.61|1.76|2.18|
1 10.25/0.25/0.28/ 0.3 | 0.3 | 0.3 /0.35| 0.2 0.2 | 0.2 | 0.2 |0.25/0.25| 0.3 1 /0.25/0.28/0.3 0.3 | 0.3 | 0.3 | 0.3 |0.35/0.35 0.2 | 0.2 |0.22/0.22|0.25/0.25/0.25| 0.3 |0.35
2 10.22] 0.2 10.23]0.25/0.25/0.25| 0.3 |0.16/0.16/0.18/0.18] 0.2 | 0.2 |0.25 2 |0.2 |0.22|0.24/0.250.25(0.25/0.25| 0.3 | 0.3 |0.18|0.18/0.18|0.18/0.21(0.21(0.21/0.25| 0.3

3 10.15/0.16/0.18|0.18]0.23|0.21|0.25]0.12]0.13/0.15/0.16/0.18|0.18|0.22 3 |0.18/0.18|0.18(0.18]0.23| 0.2 | 0.2 |0.23|0.25/0.16(0.16|0.17|0.17| 0.2 | 0.2 | 0.2 |0.22/0.25

4 |0.15(0.15|0.15|0.14| 0.2 |0.18|0.18| 0.2 |0.23|0.14|0.16|0.16/0.16|0.18/0.18|0.18| 0.2 |0.22
4 10.1|0.14|0.15/0.15/0.18/0.18|0.22| 0.1 [0.12|0.14|0.14|0.16|0.16| 0.2

5 ]0.1{0.1|0.1(0.12(0.16/0.15(0.15(0.15|0.22|0.12(0.13|0.14|0.14/0.16|0.16/0.16|0.16| 0.2
5 /0.05/ 0.1 |0.1|0.10.14|0.15| 0.2 (0.08| 0.1 | 0.1 [0.11]0.13|0.13|0.18

6 |0.05/0.05/0.05| 0.1 | 0.1{0.14|0.14|0.14/ 0.2 [0.08| 0.1 | 0.1 |0.12]0.14|0.14|0.14/|0.14/0.18

@ 6 0.05|0.05/0.08| 0.1 |0.12| 0.2 [0.05|0.08/ 0.1 | 0.1 | 0.1 | 0.1 |0.16 @
3 3 7 0.05/0.05/0.12(0.12|0.12|0.18]0.05/0.05(0.05/ 0.1 | 0.1 | 0.1 |0.12|0.12|0.16
8| 7 0.05|0.05| 0.1 0.16 0.05|0.05|0.08/0.08| 0.1 |0.14 8
"5 ‘5 8 0.10.12|0.12/|0.16 0.05(0.05| 0.1 | 0.1 |0.12(0.14
8 8 0.08|0.16 0.05|0.05/0.08/0.12 g
E E 9 0.05/0.1]0.1|0.14] 0.1/0.1(0.1]0.12
3 9 0.05/0.12 0.08/0.12 2
10 0.05/0.05( 0.1 0.05/0.1{0.10.11
10 0.1 0.05| 0.1
11 0.05 0.05(0.05| 0.1
11 0.05 0.1 10 08
12 0.05 .
13 14
14 15
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I Infeed per Pass and Number of Passes

l 30° Trapezoidal (TR) inserts I 29° Trapezoidal (TR) inserts
or externa o erna For external ‘ For internal
Pitch 2 3 4 5 6 2 3 4 5 6 TPI 8 6 5 8 6 5
Heightof | 125 | 1.75 | 2.25 | 275 | 3.5 | 1.25 | 1.75 | 2.25 | 2.75 | 3.5 | | Heightof | 4 gg 2.41 2.92 1.88 2.41 2.92
thread thread
Total depth| 135 | 185 | 2.35 | 2.85 | 3.6 | 1.35 | 1.85 | 2.35 | 2.85 | 3.6 | [Totaldepth| 4 gg 2.51 3.02 1.98 2.51 3.02
of cut of cut
1]/025/025] 0.3 ] 03 | 0.3 | 02 |022]0.25]|0.25]0.25 1] 025 0.25 0.25 0.22 0.22 0.22
2] 02 ]022|025[025]/025|018 | 0.2 [0.22]0.22]0.22 2| o022 0.22 0.22 0.2 0.2 0.2
3/ 0202 022]02]023|018]018]| 02 [ 0.2 |0.21 3] 02 0.2 0.2 0.18 0.18 0.18
4/018]018| 02 | 02| 02 |016]016]| 0.2 018 0.2 4] o018 0.18 0.18 0.16 0.18 0.18
5] 015|017 | 018 | 018 | 0.18 | 0.15 [ 0.16 | 0.17 | 0.18 | 0.18 5| 016 0.17 0.18 0.16 0.16 0.16
6| 012|016 | 016|016 | 018|013 [ 016|016 | 0.16 | 0.18 6| 016 0.16 0.16 0.16 0.15 0.16
7] 01 014|015 016016 01 [ 014 ] 016 | 016 | 0.16 7] o016 0.16 0.16 0.15 0.15 0.15
8| 01 |014] 014|015 016 01 [ 014|014 | 015 | 0.16 8| o014 0.14 0.14 0.14 0.14 0.14
9/005]012|014 014016 | 01 [012 | 014 | 014 | 016 9| 014 0.14 0.14 0.14 0.14 0.14
10 012 | 012 | 014 [ 016 | 0.05 | 012 [ 0.12 | 014 | 0.16 10| o012 0.14 0.14 0.12 0.14 0.14
§ 11 01 | 012|014 | 016 01 | 012|014 | 0.16 § 11 0.1 0.14 0.14 0.1 0.14 0.14
a2 | 12 0.05| 012 | 012 | 0.15 01 [ 012|012 015 2 | 12 0.1 0.12 0.14 0.1 0.12 0.14
§ 13 01 | 012|015 0.05| 01 | 012|015 *2' 13| 0.05 0.12 0.12 0.1 0.12 0.12
5 | 14 01 | 012 ] 015 01 | 012|015 5 | 14 0.12 0.12 0.05 0.12 0.12
2115 0.05 | 0.12 | 0.14 01 [od2]od4 || € | 15 0.1 0.12 0.1 0.12
ERED 01 | 014 005] 01 o014 3 | 16 0.1 0.12 0.1 0.12
17 01 | 012 01 | 012 17 0.05 0.12 0.1 0.12
18 01 | 012 01 | 012 18 0.12 0.05 0.12
19 0.05 | 0.12 01 | 012 19 0.1 0.1
20 0.12 0.05 | 0.12 20 0.1 0.1
21 0.1 0.1 21 0.05 0.1
22 0.1 0.1 22 0.05
23 0.05 0.1 23
24 0.05 24
25 25
26 26
B PT full-profile inserts B NPT full-profile inserts
For external ‘ For internal For external ‘ For internal
TPI 28 19 14 1 19 14 1 TPI 18 14 1.5 8 14 1.5 8
Heightof| (g 0.86 116 1.48 0.86 116 1.48 Heightof | 114 1.47 179 | 2.58 1.47 179 | 2.58
thread thread
Total depth| 7 0.96 1.26 1.58 0.96 1.26 1.58 Total depth| 124 1.57 189 | 2.68 1.57 189 | 2.68
of cut of cut
1] 025 0.28 0.3 0.3 0.22 0.25 0.25 1] 02 025 | 0.25 0.3 022 | 022 | 025
2] 02 0.2 0.25 0.25 0.2 0.22 0.22 2] 018 | 022 | 022 | 025 0.2 0.2 0.2
3] o1 0.18 0.2 0.22 0.18 0.18 0.18 3| 017 0.2 0.2 0.2 018 | 0.18 0.2
4] o1 0.15 0.15 0.18 0.16 0.14 0.18 4| 016 | 018 | 0.8 0.2 018 | o0.18 0.2
5| 0.05 0.1 0.1 0.15 0.1 0.12 0.15 5[ 014 | 017 0.18 0.2 016 | 0.16 0.2
6 0.05 0.1 0.12 0.05 0.1 0.13 6| 012 016 | 017 0.2 014 | 0.6 0.2
7 0.1 0.1 0.05 0.1 0.12 7] o012 0.12 016 | 018 | 012 | o016 | 0.18
8 0.05 0.1 0.1 0.1 8| o1 0.12 014 | 018 | 012 014 | 018
9 0.1 0.05 0.1 9| 0.05 0.1 0.12 0.16 0.1 012 | 0.16
10 0.05 0.1 10 0.05 | 012 0.16 0.1 012 | 0.16
§ 11 0.05 § 1 0.1 014 | 0.05 0.1 0.14
8 [ 12 @ [ 12 0.05 | 014 0.1 0.14
2|13 21 13 0.12 0.05 | 012
S M1a S s 041 041
Q (7}
2[5 2] 15 0.1 0.1
3| 16 3| 16 0.05 0.1
17 17 0.05
18 18
19 19
20 20
21 21
22 22
23 23
24 24
25 25
26 26
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I TUNGTHREAD

Wide selections for APl and ANSI/ASME threads

44 TungThread



ACCELERATED MACHINING

For API Buttress and API Round
(3 edged, single-sided inserts)

AA

16*R*API, 22*R5BAPI 16*R*RD-CB
Laydown style, without chipbreaker - See page 19 Laydown style, without chipbreaker - See page 19

Il Laydown style, large insert for enhanced stability

L535B****-FC
Laydown style, without chipbreaker - See page 46

Il 6-edged, double-sided insert ideal for threading API drill pipes

One insert can be used for both internal and external threading with reduced tool cost and
inventory.

Right-hand, OD threading (See pages 47 and 48)

.
9 Right-hand, ID threading(See page 48)
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I TUNGTHREAD

MTVNR/L-5
"TungThread"External threading toolholders for laydown inserts

LH me

= &
=
T LF
70
~
Right hand (R) shown.
Designation B H LF LH WF Insert
MTVNR-2525M5 25 25 152 39 31.8 L535B**EXT-FC
MTVNR-3232M5 32 32 178 39 38.1 L535B**EXT-FC
SPARE PARTS i Al - (
Designation Shim Lock pin Clamp Clamping screw Wrench
MTVNR... LS53NOFORMEXT NL-58 TC-250 STC-11 1/8HEX

(A1) Qi & Gas

- HS-LNFR-53

Exchangeable internal threading heads for laydown inserts

=

DMIN

LF LF2

i B —

Right hand (R) shown.

esignation  [NECICIMMN  pconws we L insert

HS40-LNFR-53 50 40 28.7 41.3 L535B*INT-FC
HS50-LNFR-53 63 50 32.7 41.3 L535B*INT-FC
SPARE PARTS iR =5 = (
Designation Lock pin Clamp Clamping screw Wrench
HS**-LNFR-53 NL-56 TC-250 STC-11 1/8HEX
Shank SPARE PARTS B (
Designation DCONMS LF2 Designation Clamping screw Wrench
S-570-40M-40 40 273 S-570-40M-40 SS100 5/32HEX
$-570-50M-50 S894 1/4EX
S-570-50M-50 50 366

Full-profile inserts (Single-sided)

Taper External insert Internal insert
i Grades Grades
Connection TPI i i ) i
mm/mm TPF Designation Coating IC S Designation Coating IC S
AH725 AH725
API 5 1/16 0.75 [L535B75EXT-FC [ ] 15.875 4.8 |[L535B75INT-FC [ ] 15.875 4.8
Buttress 5 112 1 |L535B1EXT-FC ® 15.875 4.8 |L535B1INT-FC ® 15.875 4.8

@ : Line-up
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ACCELERATED MACHINING

I MTVNR-54

External threading toolholder for laydown double-side inserts

LF %

<LH,
sl Ge )
Y
70
=
Right hand (R) shown.
Designation H B LF LH WEF Insert
MTVNR-3232M54 32 32 178 39 38.1 LDS54*FT-CB#...
SPARE PARTS o8 Al W (
Designation Shim Lock pin Clamp Clamping screw Wrench
MTVNR-3232M54 LS53NOFORMEXT NL-58 TC-250 STC-11 1/8HEX
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I TUNGTHREAD

48

TNDUSTAY

(1) Ol & Gas
HS-LNFR/L-54API

Exchangeable internal threading heads for laydown double-side inserts

E

&
9
| —
LF - LF2 > Right hand (R) shown.
Designation DCONWS WF LF Insert
HS40-LNFR-54API 40 27 32 LDS54**FT-CB#...
HS50-LNFR-54API 50 35 40 LDS54**FT-CB#...
SPARE PARTS o[ Ta Al o= {
Designation Lock pin Clamp Clamping screw Wrench
HS40-LNFR-54API H410-1 TC-250 STC-11 1/8HEX
HS50-LNFR-54API NL-56 TC-250 STC-11 1/8HEX
Shank
S SPARE PARTS oo (
Designation DCONMS LF2
S-570-40M-40 40 273 Designation Clamping screw Wrench
S-570-50M-50 50 365 $-570-40M-40 $S100 5/32HEX
S-570-50M-50 SS94 1/4EX
Full-profile inserts (Double-sided)
é
s
Grade
. Thread Taper . . r
Connection TPI p _— Designation Coating IC S RE
oM mm/mm TPF
mm AHT725
4 V-0.038R 1/6 2 LDS54428FT-CB #1 ([ 15.875 6.4 0.97
4 V-0.038R 1/4 3 LDS54438FT-CB #2 [ ] 15.875 6.4 0.97
API Rotary
shoulder 4 V-0.050 1/6 2 LDS54425FT-CB #3 (] 15.875 6.4 0.64
connection
4 V-0.050 1/4 3 LDS54435FT-CB #4 [ ] 15.875 6.4 0.64
5 V-0.040 1/4 3 LDS54530FT-CB #5 ([ 15.875 6.4 0.51
® : Line-up
TungThread



ACCELERATED MACHINING

Il Wide selections for various threading needs

DUOJICUT

Ideal for threading
high thread pitches

Thread pitch PDX

(mm) (mm)
PDX 02~04 0.25
0.4~1 0.6
1~15 1.25
See page 56
1 N1
TETRAMCUT

First-choice tools

Thread pitch PDX
(mm) (mm)
0.4 ~1 0.6
1~2 1
0.8~3 1.6
See page 50

| |

J-SERIES TUNGTHREAD

For threading different types of
threads with one tool

Complementary tool

See page 62 See page 22
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I TUNGTHREAD

TETRAMCUT

¥y

Expand full profile (ISO metric) with highly rigid
clamping insert clamping
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ACCELERATED MACHINING

TETRAMCEUT
Bl Unique 3-point clamping system The insert pocket protects all
The unique pocket design provides unused cutting edges

accurate indexing repeatability of the

cutting edge height. Strong and stable clamping design

protects unused insert corners from

damage during operation.

~~_ A Cutting force___ Withstands the

cutting force

Protects
unused
\ corners
Workpiece | R :
o 25 |k
| T | ! g
g \ : !P x
jl)‘

Machining on main
spindle
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I TUNGTHREAD

Il Threading and grooving insert fit the same tool holder
A
Threading insert @

(sharp edge)
Max thread pitch: 2 mm
@ 1SO metric pitch :
0.5,0.7,0.75, 0.8 mm

Threading insert
(First choice)
Max thread pitch: 3 mm
@ 1SO metric pitch :
1.0, 1.25,1.5 mm

Grooving insert
Max grooving width: 3 mm

I No tool interference with the lathe center
when machining small parts

TETRAMCEUT
M16x1 M24x1

.
H“W

Insert : TCT18R-60N-020 Insert : 16ER101SO
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ACCELERATED MACHINING

— ;lT'CER‘/lL'_gAMCUT

External threading tool holder for 4 cornered inserts

| = 1= T
LF
— — LH—
Ll_i 0
T o‘ it
A
o
E = Right hand (R) shown.
Designation H B LF LH HF WF HBH Insert
STCR/L1010X18 10 10 120 18.5 10 10 4.5 TC*18...
STCR/L1212F18 12 12 85 18.5 12 12 25 TC*18...
STCR/L1212X18 12 12 120 18.5 12 12 25 TC*18...
STCR/L1616X18 16 16 120 18.5 16 16 - TC*18...
STCR/L2020H18 20 20 100 18.5 20 20 - TC*18...
STCR/L2020X18 20 20 120 23 20 25 - TC*18...
STCR/L2525Z18 25 25 135 23 25 30 - TC*18...

- This holder accommodates either a threading or grooving insert
- The right hand insert (TCT18R...) is used for the right hand toolholders (STCR...),
and the left hand insert (TCL18...) is used for the left hand toolholders (STCL...).

SPARE PARTS & %

Designation Clamping screw Wrench
STCR... CSTC-4L100DL T-1008/5
STCL... CSTC-4L100DR T-1008/5

TETRAMCEUT

B vtetraMini-Cut STCR/L-18
External grooving and threading toolholder, high pressure coolant compatible

LF o LF -
T e S <, (R —— — [TH o e pa—— = Jim) Lo ! <HL T
= :m__JJL 777777777777 @ B iigmy = ’j’,ﬁii &_‘I} o} m%m
1) 7
LH,, 5y L—6ne-24uNF K LH. B} 5157 paunF @
e il et -4 ------——-- P e L S - AT
] 780 P ——mn g o o=
— . — 1= _ o~
Vel F Fiot pirECcTTIET “REIE o2 TUNeTUET
T T Right-hand (R) shown.
Designation H B LF LH L3 HF WF HBH Fig. Insert Torque*
STCR/L1212F18-CHP 12 12 85 18.5 17.5 12 0/12 4 2 TC*18... 1.2
STCR/L1212X18-CHP 12 12 120 18.5 17.5 12 0/12 4 1 TC*18... 1.2
STCR/L1616X18-CHP 16 16 120 18.5 - 16 0/16 0 1 TC*18... 1.2

- This holder accommodates either a threading or grooving insert
- The right hand insert (TCT18R...) is used for the right hand toolholders (STCR...),
and the left hand insert (TCL18...) is used for the left hand toolholders (STCL...).

SPARE PARTS & %

Designati Clampi Wrench .
g : : & Threading pitch range : 0.8 - 3.0 mm
STCR**18-CHP CSTC-4L100DL T-1008/5
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— IETIURBAMCUT

Internal threading tool holder for 4 cornered inserts

= LF W’W
. +

Left hand (L) shown.
Designation DCON LF LH H wB WF Insert
JS14H-STCL18 14 100 20 13 14 6 TC*18R...
JS159F-STCL18 15.875 85 20 15 14 6 TC*18R...
JS16F-STCL18 16 85 20 15 14 6 TC*18R...
JS19G-STCL18 19.05 90 20 18 14 6 TC*18R...
JS19X-STCL18 19.05 120 20 18 14 6 TC*18R...
JS20G-STCL18 20 90 20 19 14 6 TC*18R...
JS20X-STCL18 20 120 20 19 14 6 TC*18R...
JS22X-STCL18 22 120 20 21 12.25 10 TC*18R...
JS25H-STCL18 25 100 20 24 12.25 10 TC*18R...
JS254X-STCL18 25.4 120 20 24 12.25 10 TC*18R...

- The right hand insert (TCT18R...) is used for the left hand toolholders (STCL...)

SPARE PARTS (& %

Designation Clamping screw Wrench
JS**STCL18 CSTC-4L100DL T-1008/5

54 TungThread



ACCELERATED MACHINING

=D

1ISO metric
- TCT18FR/R-1SO (Full profile inserts)

Grade . .
) ) . SH725 AH725 Dimensions (mm)

Designation Edge preparation R L R L pitch PDX RE PNA S

TCT18FR-05I1SO Sharp * 0.5 0.35 0.06 60° 4
TCT18FR-071SO Sharp * 0.7 0.45 0.09 60° 4
TCT18FR-0751SO Sharp * 0.75 0.50 0.09 60° 4
TCT18FR-08ISO Sharp * 0.8 0.50 0.10 60° 4
TCT18R-10ISO Lightly honed * 1.0 0.60 0.13 60° 4
TCT18R-125ISO Lightly honed * 1.25 0.70 0.17 60° 4
TCT18R-15ISO Lightly honed * 1.5 0.80 0.20 60° 4
Package quantity = 5pcs.
* : To be released in summer 2019
60° thread angle
TCT18FR/R/L (Threading)
— — S
\\\

\ x

! a

O

e
—RE_-ZJ. APDX
PNA
Grade f :
_— Ed ion SH725 AHT725 _ Dimensions (mm)

Designation ge preparation R L pitch min  pitchmax PDX CDX RE PNA S
TCT18FR-60A-005 Sharp [ J 0.4 1 0.6 0.99 0.05 60° 4
TCT18FR-60A-010 Sharp [ ) 1 2 1 1.63 0.1 60° 4
TCT18R/L-60N-010 Lightly honed [ o 0.8 3 1.6 2.67 0.1 60° 4
TCT18R/L-60N-020 Lightly honed [ ] [ ] 1.5 3 1.6 2.57 0.2 60° 4

Package quantity = 5pcs.
®: Line up
- STANDARD CUTTING CONDITIONS
TCT18R/L / TCT18FR (sharp edge)
. . . Cutting speed .
1ISO Workpiece materials Priority Grades Ve (m/min) Pitch (mm) TPI
Low carbon steel First choice SH725 60 - 150 04-20 64 -18
(S15C / C15, S20C / C20, etc.) Toughness AH725 60 - 150 0.8-3.0 32-8
Carbon steels, Alloy steel First choice SH725 60 - 150 04-20 64 -18
(S55C / C55, SCM440 / 42CrMoS4, etc.) Toughness AH725 60 - 150 0.8-3.0 32-8
Prehardened steel First choice SH725 60 - 150 04-2.0 64 -18
(NAK80, PX5, etc.) Toughness AH725 60 - 150 0.8-3.0 32-8
Stainless steel First choice SH725 50 - 80 0.4-20 64 -18
M (SUS304 / X5CrNi18-9, X5CrNiMo17-12-2, etc) Toughness AH725 50 - 80 0.8-3.0 32-8
Grey cast iron First choice AH725 50 - 100 0.8-3.0 32-8
(FC250 / GG25 / 250, FC300 / GG30 / 300, etc.) Sharpness SH725 50 - 100 04-2.0 64 -18
Ductile cast iron First choice AH725 50 - 100 0.8-3.0 32-8
(FCD400 / 400-15, FCD600 / 600-3, etc.) Sharpness SH725 50 - 100 0.4-2.0 64 -18
Titanium alloys (Ti-6AI-4V, etc.) First choice SH725 30-100 0.4-2.0 64 -18
Toughness AH725 30-100 0.8-3.0 32-8
First choice SH725 30-100 04-20 64 -18
Superalloys (Inconel718, etc.)
Toughness AH725 30-100 0.8-3.0 32-8
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DUOJICEUT

Double cornered insert with high rigidity clamping
for various threading operations in Swiss machines
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ACCELERATED MACHINING

DUOJICUT

Unique clamping method enhances insert rigidity during machining

DuoJustCut's tool holder is designed to protect unused cutting edge from damage
during machining. Even if the first cutting edge is fractured, the other cutting edge can
be used thanks to its unique insert clamping method.

Insert is retained at 3 positions

e

51

sl

Smart tool design eliminates difficult-to-reach areas on small parts

Allows threading all the way to the flange,
making it ideal for threading small size Insert shape
SCrews. . 60A 60B 60N

¥ ¥ Y

g DUOJCUT P F F

Right
handed

Left
handed

Corner radius Thread pitch (mm)

Insert description
(mm) ) ) . 0.4 0.5 0.6

JXTG12FR-60A-000
JXTG12FL-60A-000
JXTG12FR-60B-000

0.05(Flat)

Applicable range

0.05(Flat)

JXTG12FL-60B-000

JXTG12FR-60A-005
R0.05

JXTG12FL-60A-005

Applicable range
JXTG12FR-60B-005

R0.05
JXTG12FL-60B-005

JXTG12FR-60N-010

RO.1 . Applicable range

JXTG12FL-60N-010

127 72 52 32 16
Thread counts (TPI)
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DUOJCUT
Il Parting and threading insert fit the same holder

Threading For bitch ¢
; or pitches o —
nsert “ 0.2-1.5mm

[ e
Max parting-off .
“ diameter 06 -
Threading
insert
“ Max parting-off
diameter 12

Max parting-off
diameter 216

Il Mountable on the sleeve holder for machining on the second spindle
Cylindrical shanks are available in various diameters.

Cylindrical shank for external machining

Il Guide to thread machining in Swiss machines
DUO JUC”LJ‘I' offers a wide range of tools to choose for any operations in Swiss

machines
Guide bushing For back turning
Short thread length Long thread length Short thread length Long thread length
Application l ' ' l
Insert type: A Insert type: A Insert type: B Insert type: B
Tool holder | R-hand holder (JSXXR type) | L-hand holder (JSXXL type) | R-hand holder (JSXXR type) | L-hand holder (JSXXL type)
Insert JXTG12FR-60A-*** JXTG12FL-60A-*** JXTG12FR-60B-*** JXTG12FL-60B-***
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ACCELERATED MACHINING

DUOJICUT

- DuoJust-Cut JSXXR/L

"J-series" Parting-off tool for swiss lathes

Right hand .
— L ‘ mt Left hand UH*
T il o
LA r LF
C— A ]
IXTG12 i = @
%t © I¢
3
I Right-hand (R) shown.
Designation H B WF (R/L) LF* HF HBH Insert
JSXXR/L1010X09 10 10 0.2/9.8 118 10 8 JX...
JSXXR/L1212F09 12 12 0.2/9.8 83 12 1.5 JX...
JSXXR/L1212X09 12 12 0.2/9.8 118 12 1.5 JX...
JSXXR/L1616X09 16 16 0.2/9.8 118 16 0 JX...
JSXXR/L2020H09 20 20 0.2/9.8 98 20 0 JX...

- The threading or grooving insert fits this holder. LF may differ when using a parting-off insert.
Note: Use the right-hand insert (JX*G**R***) for a right-hand holder (JSXXR***); the left-hand insert (JX*G**L***) for a left-hand holder (JSXXL***).

SPARE PARTS & /

Designation Clamping screw Wrench
JSXXR***** CSTC-4L100DL T-1008/5
JSXXLH** CSTC-4L100DR T-1008/5

DUOJEUT
B sxxr/L

Parting and threading toolholder, high pressure coolant compatible

DIRECT IJET
_ Right-hand [ : - U&'ﬁ *# @
TT o =
Max. threading = i = IR m§ Left-hand
diameters =
5/16”-24UNF
JXTG12 (el é; ﬂ ﬁn
— T —— —
HINONY Zio [ =}
= = h—|
L3 &
Designation H B WF (R/L) LF* HF HBH LH* L3 Insert
JSXXR/L1212X09-CHP 12 12 0.2/11.8 118 12 2 <19.4 18.8  JX*06...,12...,16...
JSXXR/L1616X09-CHP 16 16 0.2/15.8 118 16 25 <19.4 18.7  JX*06...,12...,16...

- The threading or grooving insert fits this holder. LF may differ when using a parting-off insert.
Note: Use the right-hand insert (JX*G**R***) for a right-hand holder (JSXXR***); the left-hand insert (JX*G**L***) for a left-hand holder (JSXXL***).

SPARE PARTS & /

Designation Clamping screw Wrench Parting-off widths :1.0 mm and 1.5 mm (for a max parting diameter of 6 mm)
JSXXR CSTC-4L100DL T-1008/5 : 1.5 mm and 2.0 mm (for max parting diameters of 12 mm and @16 mm)
JSXXL... CSTC-4L100DR T-1008/5 Threading pitch range : 02 ~ 1.5 mm

Range of threads machined

Designation pitch Max. threading diameters
JXTG12FR/L-60A-000 0.2-0.4 Metric thread : M26, Unified : 1"
JXTG12FR/L-60B-000 0.2-0.4 Metric thread : M26, Unified : 1"
JXTG12FR/L-60A-005 0.4 -1 Metric thread : M24, Unified : 15/16"
JXTG12FR/L-60B-005 0.4 -1 Metric thread : M24, Unified : 15/16"
JXTG12FR/L-60N-010 1-1.5 Metric thread : M22, Unified : 7/8"
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DUOJICEUT

B DuoJust-Cut JS-SXXLO9

Toolholder for external threading (double-cornered insert)

- LF > T
. i T
= Ay H
Al P | pcon
— AN = o I O |
g E fp)\) %gﬁ} 0
‘ ﬂi
=

Designation DCON H B WwB2 LF LH WF** forx Insert
JS19G-SXXL09 19.05 18 18 5.9 90 21 10 6 JX*G06,12*R
JS19X-SXXL09 19.05 18 18 5.9 120 21 10 6 JX*G06,12*R
JS20G-SXXL09 20 19 19 54 90 21 10 6 JX*G06,12*R
JS20X-SXXL09 20 19 19 54 120 21 10 6 JX*G06,12*R
JS22X-SXXL09 22 21 21 4.4 120 21 10 6 JX*G06,12*R
JS25H-SXXL09 25 24 24 2.9 100 21 10 6 JX*G06,12*R
JS254X-SXXL09 25.4 24 24 2.7 120 21 10 6 JX*G06,12*R

* Threading insert (JXTG12FR) or parting insert (JXPGO6R/12R) fits this holder.
*% With JXPGO6 insert, f2 will be 2 mm shorter than specified.

SPARE PARTS (& /

Designation Clamping screw Wrench
JS***-SXXL09 CSTC-4L055L T-1008/5
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DUOJICUT
I 'NSERTS

60° thread angle
JXTG12FR/L-60 (For Threading / Sharp edge)

Right hand Lefthand cpx RE
L |
< é
n
“ ” Insert orientation
‘ 60A 60B 60N
Grade . .
Designation SH725 Dimensions (mm) Right
R L Pitch PDX CDX RE S PNA handed
JXTG12FR/L-60A-000 @ @ 0.2-0.4 025 04 °%MX o5 g0
JXTG12FR/L-60B-000 @ @ 0.2-04 225 04 PO9M 25 6o
JXTG12FR/L-60A-005 @ @ 0.4-1 06 099 005 25 60° Lot
JXTG12FR/L-60B-005 @ @ 0.4 -1 19 099 005 25  60° handed
JXTG12FR/L-60N-010 @ @ 1-15 125 207 04 25  60°
@ : Line-up
ISO Workpiece materials Grades Cutting spgeed Feed
Vc (m/min) f (mm/rev)
Low carbon steels SH725 50 - 200 0.2-15 127 - 16

(C15, C20, etc.)

Carbon steels, Alloy steels _ - -
. (C55, 42CrMoS4. etc) SH725 50 - 200 0.2-1.5 127 - 16

Free cutting steels

(SUH22, SUH23, etc) SH725 50 - 200 02-15 127 - 16

L (XSCrNi18%?%?;\“5;/?:1'3-12-2, etc) D 50 - 200 0.2-15 127 - 16
. (gggqei,nkggl,o gtsc) SH725 150 - 200 02-15 127 - 16
(ng)%‘?%ezrsaélg?'etc) SH725 100 - 200 02-15 127 - 16

Titanium alloys (Ti-6Al-4V, etc.) SH725 30-80 0.2-15 127 - 16

. Superalloys (Inconel718, etc.) SH725 30-80 0.2-15 127 - 16
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J-SERIES
B JSTTRL

External threading toolholders for Swiss-type lathes

I
UL
I

T

Right hand (R) shown.

Designation H B LF LH HF WF HBH Insert
JSTTR/L1010X3 10 10 120 18.5 10 9.5 2 JTTR/L30...
JSTTR/L1212F3 12 12 85 18.5 12 11.5 - JTTR/L30...
JSTTR/L1212X3 12 12 120 18.5 12 11.5 - JTTR/L30...
JSTTR/L1616X3 16 16 120 16.5 16 15.5 - JTTR/L30...

Recommended clamping torque: 1.2 N-m

SPARE PARTS & S

Designation Clamping screw Wrench
JSTTR/L... CSTB-4SD T-8F

J-SERIES
B Js-TTLs

External threading toolholders for Swiss-type lathes
= T
i 8
&}
a

LH
A

L e B
A A
m
=
Left hand (L) shown.
Designation DCON WF LF LH H WB Insert
JS19K-TTL3 19.05 10 125 20 18 115 JTTR30...
JS20K-TTL3 20 10 125 20 19 115 JTTR3O0...
JS22K-TTL3 22 10 125 20 21 115 JTTR3O0...
JS25K-TTL3 25.4 10 125 20 24 12.7 JTTR30...
Recommended clamping torque: 3.5 N*m
SPARE PARTS ¢ S
Designation Clamping screw Wrench
JS**-TTL3 CSTB-4S T-15F
J-SERIES
I 'NSERTS
JTT (sharp edge)
2 RE
| / RE SH725 J740 NS9530 TH10 PNA IC S PDX
V- R L R L R L R L
/l m\\ JTTR/L3005F-55 005 @ ([} 55° 9.525 3.18 0.6
T 1
\\W/ JTTR/L3005F 005 @ [ J [} [ J [} 60° 9.525 3.18 0.9
PDX JTTR/L3010F 0.1 [} [ J [} [ J [} 60° 9.525 3.18 0.9
S Notes: Left hand holder use right hand insert. ® : Line-up
Right hand (R) shown. Machinable pitch range: 0.5 to 1 mm.
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J-SERIES

- JSXB R/L

External threading toolholders, screw-on, for Swiss-type lathes

L3
il s E
= m
S— *
- LF -
LH \
Designation H B LF LH L3 HF
JSXBR1010K8-C 10 10 125 29 6.4 10
JSXBR1212K8-C 12 12 125 29 6.4 12
JSXBR1616K8 16 16 125 29 6.4 16
JSXBR2020K8 20 20 125 29 6.4 20
JSXBR2525K8 25 25 125 29 6.4 25
e Can be wrenched from back side with both end torx screw.
* This toolholder is compatible with JXB-type inserts and JXT-type inserts.
SPARE PARTS & S (
Designation Clamping screw Wrench Wrench 1
JSXBR... CSTB-4SD T-8F (T-8L)
*Optional
INSERTS
JXT (sharp edge)
60° 60°
;% 4
ﬁi
' T
&) 5
' s s
1-Type 2-Type
JXT1IR  JXT2R
N Coated | Uncoated |
Designation RE ‘ PNA IC
9 J740 TH10 S
JXT1R6000F 0.03 [ ] [ ] 60° 8 3.97
JXT2R6000F 0.03 [ ] [ ] 60° 8 3.97
Machinable pitch range: 0.5 to 1 mm ® : Line-up

T

NIy

5.7
7.7
1.7
16.7
20.7

409
C-type

Right hand (R) shown.

Insert
JXT*R...

JXT*R...
JXT*R...
JXT*R...
JXT*R...
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TINYIMTURAN

Ensures high part quality and machining stability

in ID threading of small parts
Suited for diameters as small as g4 mm
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ACCELERATED MACHINING

TINYIMTUuIN

Il |deal sleeve with easy operation

1. Excellent repeatability of solid bars
Exact positioning provides exceptional stability and reliability in tool changeovers

2. Double ports

24 mm and @7 mm shank can be set on ONE sleeve

3. Easy tool changeovers

Solid bar can be changed to suit any type of tool head on the

machine due to the clamping screw tilted at 45°

Port for a7 mm

Port for a4 mm shank bar

Slanted clamping screw )

shank bar
HTINYMTURN
Clamping
Tool post sy

Solid bar

Easy operation
on the machine

Solid bar positioner provides
exact positioning for solid bar

[l Conventional sleeve

Clamping
screw
Not

exchangeable
on the machine

Tool post

90°

Wrench

Solid bar

Highly functional sleeve creates extremely stable machining!
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g Sleeve designed for through-coolant supply

1. Easy connection with coolant tube

Rc1/8 threads are provided at the end of the
sleeve for coolant tube connection

2. Designed for optimal overhang lengths

Sleeve and flat lengths are designed to provide
optimal overhang lengths

Rc1/8 threads

3. High accuracy and efficient tool change

Designed to ensure repetitive accuracy as well
as faster and efficient tool change without
removing the sleeve from the tool post

New,

Bl Collet chuck sleeve

The end of the sleeve

1. Easy tool changeover

Simple and easy tool changeover is possible
on the machine

1. Place the tool in the sleeve

2. Tighten the cap with the special wrench

Rc1/8 threads

2. High indexing accuracy

Innovative collet chucking system ensures
excellent repeatability for precision machining

3. Easy connection to coolant tube ®/

Rc1/8 fitting threads is provided at the end of
the sleeve. No additional connection is required
for internal coolant supply.

The end of the sleeve

Il Sleceve selections

-4:?"_»- .
Sleeve type y :
JBBS JBBS-C JBBSA-C
Clamping system Screw Screw Built-in collet
Through-coolant No Yes Yes
: Both @4 mm and @7 mm can be Separate sleeves for Separate sleeves for
Adaptable shank size assembled on the same sleeve 24 mm and @7 mm 24 mm and @7 mm
Available sleeve diameters | 10 sizes, 812.0 mm - 225.4 mm [7 sizes, 815.875 mm - 825.4 mm| 2 sizes, 16 mm and @20 mm
Tool changeover in the machine Efficient Efficient Very Efficient
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ACCELERATED MACHINING

TINYIMTURN
TinyMini-Turn JBIR

Solid boring bars for threading, metric thread

Detail of edge

Right hand (R) shown.

Grade - 8.02
Designation Pitch CF DCON WF a LF LH CDX PDX
SH730
JBIR04140050-D040 [} 0.5 4 0.06 4 1.5 3.5 30 14 0.3 0.35
JBIR07140050-D050 [ 0.5 5 0.06 7 0.9 4.4 30 14 0.3 0.35
JBIR07140075-D050 [ 0.75 5 0.09 7 0.9 4.4 30 14 0.4 0.45
JBIR07140100-D048 [ 1.0 4.8 0.12 7 0.9 4.4 30 14 0.6 0.55
JBIR07140100-D060 [} 1.0 6 0.12 7 1.8 5.3 30 14 0.6 0.55
JBIR07140125-D060 [} 1.25 6 0.15 7 1.8 5.3 30 14 0.7 0.65
JBIR07140150-D060 [} 1.5 6 0.18 7 1.8 5.3 30 14 0.8 0.75
JBIR07140150-D070 [ 1.5 7 0.18 7 2.8 6.3 30 14 0.8 0.75
®: Line-up

TINYIMTUu=IN
B STANDARD CUTTING CONDITIONS

I’l)l)lm
)

M Threading (metric thread)
Cutting Number of passes
ISO Workpiece materials Grade speed_ Pitch (mm)
Ve (m/min) 0.5 0.75 1 1.25 1.5
Low carbon steels _ - - - - -
(C15. C20 eto) SH730 40 - 140 6-8 8-10 10 - 12 12-15 15-18
Carbon steels, Alloy steels _ _ _ - - -
. (G55, 42GrMoS4 etc) SH730 40 - 140 6-8 8-10 10-12 12-15 15-18
Prehardened steels _ - - - - -
(NAKS0. PX5 efo) SH730 40 - 140 6-8 8-10 10 - 12 12-15 15-18
Stainless steels SH730 40 - 140 8 10 12 15 18

(X5CrNi18-9, X5CrNiMo17-12-2 etc)

Clrey et o SH730 30-100 7 9 12 14 17

(400-15, 600-3 etc.)

Aluminium alloys, copper alloys

Si < 12% SH730 90 - 200 6 8 10 12 15

. (250, 300 etc.)
Ductile cast irons SH730 30 - 100 7 9 12 14 17
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- JBBSA-C

Collet chuck sleeve for solid carbide bars

(%)
2 : @
g CNTQ
a ./7 A
=2
- LH LF
Designation DCONMS DCONWS LF LH H CNT
JBBSA16-4-L100C 16 4 100 23 14 Rc1/8
JBBSA16-7-L100C 16 7 100 23 18 Rc1/8
JBBSA20-4-L120C 20 4 120 23 18 Rc1/8
JBBSA20-7-L120C 20 7 120 23 18 Rc1/8
SPARE PARTS @ K
Designation Cap Wrench
JBBSA™-4-L100C CAP-A-4 WRENCH-A-4
JBBSA**-7-L100C CAP-A-7 WRENCH-A-7
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ACCELERATED MACHINING

TINYIMTURN
I TinyMini-Turn JBBS

Sleeve with double ends, clamping two different sizes of carbide shanks with coolant supply

% i
§ Y -
z

o 5

= g 2y

§ ' U

Designation DCONMS DCONWS1 DCONWS2 LF LH LSC H

JBBS12-4-4 12 4 4 75 10 55] 10.3
JBBS127-4-4 12.7 4 4 76.2 10 56.2 11.6
JBBS14-4-4 14 4 4 75 10 55 12
JBBS159-4-7 15.875 4 7 76.2 10 56.2 14
JBBS16-4-7 16 4 7 75 10 55) 15
JBBS19-4-7 19.05 4 7 89 10 69 17.2
JBBS20-4-7 20 4 7 90 10 70 18
JBBS22-4-7 22 4 7 90 10 70 20
JBBS25-4-7 25 4 7 100 10 80 23
JBBS254-4-7 25.4 4 7 90 10 70 23.4

SPARE PARTS & (

Designation Clamping screw Wrench
JBBS12-4-4 SSHM5-4PF-S P-2.5
JBBS14-4-4 SSHM5-4PF-S P-2.5
JBBS127-4-4 SSHM5-6PF-S P-2.5
JBBS...-4-7 SSHM5-6PF-S P-2.5
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TINYMTURN

- TinyMini-Turn JBBS-C

Single end sleeve with external coolant insert

DCONMS DCONMS
By] -—W‘:: B4 @
m<tt(F . % -

o) L o)

O o= [ | Q

o) = a

Fig.1 42
Designation DCONMS BD DCONWS LF LH H CNT Fig

JBBS159-4-L100C 15.875 15.875 4 100 10 14.58 R1/8 1
JBBS159-7-L100C 15.875 15.875 7 100 10 14.58 R1/8 1
JBBS16-4-L100C 16 16 4 100 10 15 R1/8 1
JBBS16-7-L100C 16 16 7 100 10 15 R1/8 1
JBBS19-4-1100C 19.05 17.5 4 100 20 17.2 R1/8 2
JBBS19-7-L100C 19.05 17.5 7 100 20 17.2 R1/8 2
JBBS20-4-1100C 20 17.5 4 100 20 18 R1/8 2
JBBS20-7-L100C 20 17.5 7 100 20 18 R1/8 2
JBBS22-4-1100C 22 17.5 4 100 20 20 R1/8 2
JBBS22-7-L100C 22 17.5 7 100 20 20 R1/8 2
JBBS25-4-L100C 25 18 4 100 23 23 R1/8 2
JBBS25-7-L100C 25 18 7 100 23 23 R1/8 2
JBBS254-4-1100C 25.4 18 4 100 23 23.4 R1/8 2
JBBS254-7-L100C 25.4 18 7 100 23 23.4 R1/8 2

SPARE PARTS & (

Designation Clamping screw Wrench
JBBS...-4-L100C SSHM5-6PF-S P-2.5
JBBS...-7-L100C SSHM5-4PF-S P-2.5
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TUNGT-CLLAMP?

Multi-purpose tool with strong and secure clamping
for heavy-duty grooving and threading
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I TUNGTHREAD

TUNGT=-CLAM?”
Il Strong and secure clamping

e Threading and grooving inserts fit the same tool holder

e Safe and secure insert retention enabled by a combination of the dove-tail method firmly
pressed down with a clamp

e Head-changeable ID grooving/threading tool holder for easy tool change

Left-handed holder for ID
grooving/threading

Right-handed holder for OD
grooving/threading

3 types of inserts are mountable on the
same turning holder, either for internal or

external
Right-handed, double- Right-handed, double- Right-handed, single-
ended insert for threading ended insert for grooving ended insert for deep

grooving
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TUNGT-CLAMP

A_M-FLER/L

Internal toolholders for grooving & threading

DMIN 30 E

NMA
DCON

LF

Right hand (R) shown.

Designation Pitch m DCON LF WF Insert

A25M-FLER/L3 2.11-5.08 34.9 25 300 17.7 FL*-3**L/R...
A32M-FLER/L3 2.11-5.08 445 32 350 221 FL*-3*L/R...
A40M-FLER3 2.11-5.08 50.8 40 350 24.5 FL*-3*"L...
SPARE PARTS &= @ (
Designation Clamp Clamping screw Wrench
A**M-FLER3 TF-73 S-412 5/32HEX
A**M-FLEL3 TF-72 S-412 5/32HEX

TUNGT=-CLAMP
B HS-FLER/L

Exchangeable heads for internal grooving & threading, applicable on S-570 shanks

_ DMIN _ ﬂ

1

X
[T

DCON |

WF
||

1 uF

Right hand (R) shown.

Designation Pitch [ bmIN | DCON LF WF Insert

HS40-FLER3W 2.11-5.08 56.1 40 40.1 28 FL*-3**L...
HS50-FLER3W 2.11-5.08 70.1 50 41.9 35 FL*-3*"L...
SPARE PARTS &= & (
Designation Clamp Clamping screw Wrench
HS40-FLER3W TF-73 S-412 5/32HEX
HS50-FLER3W TF-73 S-412 5/32HEX
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I TUNGTHREAD

TUNGT-CLAMP
- S-570

Steel shanks for exchangeable head

iy I » CNT

~—LF

Designation DCON LF CNT
S-570-40M-40 40 273 1/2-14NPT
S-570-50M-50 50 366 1/2-14NPT
SPARE PARTS & (
Designation Clamping screw Wrench
S-570-40M-40 SS100 5/32HEX
S-570-50M-50 $S94 1/4HEX
FLT-CB For threading
>
2
60°
RE
%)
. . Pitch
Designation re
Internal  External IC PDX BW S M
FLT-3R/L-HCB 017 211-5.08 1.27-4.23 9.525 2.49 4.95 8.74 10.16
FLT-3R/LC-HCB 0.35 423-5.08 2.31-4.23 9.525 2.49 4.95 8.74 10.16
FLT-3R/L-CB 017 211 -3.175 1.27-3.175 9.525 2.49 4.95 8.74 10.16 @® : Line-up
TUNGT=-CLAMP
ISO Workpiece materials Grade  Application c‘;};i{:‘ﬂ’/‘zﬂﬁfd fr:ffn*; (;';:)
Steel . Internal 211 -5.08 Internal 5-12
AH725 Threadin 80 - 180
. (845C/C45 etc) s External 1.27 -4.23 Internal 6- 20
Internal 2.11 - 5.08 Internal 5 - 12
Carbon steels, Alloy steels AH725 Threadin 60 - 160
(C55, 42CrMoS4 etc) 9 External 1.27-4.23 External 6-20
. Internal 2.11 - 5.08 Internal 5 -12
Stainless steels i -
M (X5CrNi18-9, X5CrNiMo17-12-2 etc) AH725 — Threading  50-180 i omal 127-423-  External 6-20

74 TungThread



ACCELERATED MACHINING I

Edge-on insert

Ensures stability in threading coarse and large-pitch threads
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TUNGTHREAD

TUNGTHREAD

Il A range from 16 TPI through 3 TPl is covered by just 2 different
types of inserts
While conventional 16ER, 22ER, and 27ER laydown style inserts can only cover a 16 TPI to 4 TPI range

ACME TPI
STUB ACME 16 14 12 10 8 6 5 4 3
Existing ‘ 16ER 22ER 27ER
New series q TNM*43 TNM*54

Bl Unique insert geometry ensures burr-free and close thread profiles

For ACME and STUB ACME thread inserts

it i "

ACME threads with full profile insert ACME threads without de-burring geometry

All threading inserts for APl Round and API Buttress threads
feature de-burring geometry to ensure thread profile accuracy

API Round threads API Buttress
with de-burring geometry Full profile insert

Thread root

Thread root

Insert Insert

76 TungThread



ACCELERATED MACHINING

TUNGTHREAD
- MTVOR/L

Multi-clamp holder for external threading (edge-on style)

T

Right hand (R) shown.

Designation H B LF LH WF CDX Insert
MTVOR-2525M4 25 25 150 31 31.7 5.8 TNM*43...
MTVOR-3232M4 32 32 178 31 38.1 5.8 TNM*43...
MTVOR-2525M5 25 25 150 36 31.7 7.3 TNM*54...
MTVOR-3232M5 32 32 178 36 38.1 7.3 TNM*54...

SPARE PARTS a[TH G e (
Designation Lock pin Clamp Clamping screw Wrench
MTVOR-**M4 NL-44 TC-190 STC-5 3/32HEX
MTVOR-**M5 NL-56 TC-250 STC-11 1/8HEX

TUNGTHREAD
- STVOR/L

External multi-clamp toolholders for on edge inserts

CDX %

i
w m
st | :
[ LH ‘
| > LF N
>0
N7 A
Right hand (R) shown.
Designation H B LF LH WF CDX Insert
STVOR-2525M4 25 25 150 31 31.7 5.8 TNMC43...
STVOR-3232M4 32 32 178 31 38.1 5.8 TNMC43...
STVOR-2525M5 25 25 150 36 31.7 7.3 TNMC54...
STVOR-3232M5 32 32 178 36 38.1 7.3 TNMC54...
SPARE PARTS - Qg /Q (
. . ) Clamp Clamping screw
Designation Lock pin (Option) (Option) Wrench
STVOR-**M4 SD2 TC-190 STC-9 T-20TORX 3/32HEX
STVOR-**M5 SD3 TC-250 STC-11 T-20TORX 1/8HEX
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I TUNGTHREAD

TUNGTHREAD

HS-MTHOR/L
Multi-clamp holder for Internal threading (edge-on style)

O
CO/VM, @ E
A j \\S
o
gy AT
) A = i
/ i
\ ’ ;
' A B ' LF2
0 - >
s Right hand (R) shown.

Designatin  [EMCIIOMMM  bconws wr Lr insert
HS40-MTHOR-4 66.7 40 25.9 32 TNM*43...
HS50-MTHOR-4 73 50 35.9 40 TNM*43...
HS40-MTHOR-5 81.3 40 30.6 32 TNM*54...
HS50-MTHOR-5 82.6 50 35.9 40 TNM*54...
SPARE PARTS T =8 s ¢

Designation Lock pin Clamp Clamping screw Wrench

HS*-MTHOR-4 NL-44 TC-190 STC-5 3/32HEX

HS*-MTHOR-5 NL-56 TC-250 STC-11 1/8HEX
Shank

Designation DCONMS LF2

S-570-40M-40 40 273
S-570-50M-50 50 366

SPARE PARTS

{

Designation Clamping screw Wrench
S-570-40M-40 SS100 5/32HEX
S-570-50M-50 SS94 1/4EX
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TUNGTHREAD
- Edge-on inserts

1S
i
-
Taper External insert Internal insert
. Grade Grade
Connection  TPI mm/mm TPF Designation Coated IC S Designation Coated IC S
AH725 AH725

API 10 1/16  0.75 | TNMA 43 10RD EXT () 12.7 4.8 | TNMA 43 10RD INT (] 12.7 4.8
Round 8 1/16  0.75 | TNMA 43 8RD EXT ® 12.7 4.8 | TNMA 43 8RD INT (] 12.7 4.8
API 5 112 1 | TNMA 54 5B1 EXT-FC () 15.875 6.4 |TNMA 54 5B1 INT-FC ] 15875 6.4
Buttress 5 1/16  0.75 | TNMA 54 5B75 EXT-FC ® 15.875 6.4 | TNMA 54 5B75 INT-FC ® 15875 6.4
16 - - | TNMA43NT16PEXT-PT () 12.7 4.8 - - - -

14 - - | TNMA43NT14PEXT-PT ® 12.7 48 - - - -

12 = - | TNMA43NT12PEXT-PT () 12.7 4.8 - - - -

ACME 10 - - | TNMA43NT10PEXT-PT ® 12.7 4.8 - - - -
(29° 8 - - | TNMA43NTSPEXT-PT () 12.7 4.8 - - - -

Trapezoid) ¢ - - | TNMA43NTEPEXT-PT ° 127 48 - - - -
5 - - | TNMAB54NTSPEXT-PT () 15875 6.4 - - = -

4 - - | TNMA54NT4PEXT-PT ® 15.875 6.4 - - - -

3 - - | TNMA54NT3PEXT-PT (] 15.875 6.4 - - - -

16 - - | TNMA43NT16PSTUBE-PT (] 12.7 4.8 - - - -

14 = - | TNMA43NT14PSTUBE-PT () 12.7 4.8 - - = -

12 - - | TNMA43NT12PSTUBE-PT ° 12.7 4.8 - - - -

sTuBAcME 10 - - | TNMA43NT10PSTUBE-PT (] 12.7 4.8 - - - -

(29° 8 - - | TNMA43NT8PSTUBE-PT ® 12.7 4.8 - - - -
Trapezoid) ¢ - - | TNMA43NT6PSTUBE-PT () 12.7 4.8 - - = -
5 - - | TNMA54NT5PSTUBE-PT ® 15.875 6.4 - - - -

4 - - | TNMA54NT4PSTUBE-PT (] 15.875 6.4 - - - -

3 - - | TNMA54NT3PSTUBE-PT ® 15.875 6.4 - - - -
API 10 1/16  0.75 | TNMC 43 10RD EXT ® 12.7 4.8 |TNMC 43 10RD INT ® 12.7 4.8
Round 8 1/16 0.75 | TNMC 43 8RD EXT [} 12.7 4.8 | TNMC 43 8RD INT (] 12.7 4.8
API 5 1/12 1 | TNMC 54 5B1 EXT-FC (] 15.875 6.4 |TNMC 54 5B1 INT-FC () 15.875 6.4
Buttress 5 1/16  0.75 | TNMC 54 5B75 EXT-FC ® 15.875 6.4 | TNMC 54 5B75 INT-FC (] 15875 6.4
16 - - | TNMC43NT16PEXT-PT ® 12.7 4.8 - - - -

14 - - | TNMC43NT14PEXT-PT ® 12.7 4.8 - - - -

12 - - | TNMC43NT12PEXT-PT (] 12.7 4.8 - - - -

ACME 10 - - | TNMC43NT10PEXT-PT ® 12.7 4.8 - - - -
(29° 8 - - | TNMC43NT8PEXT-PT ® 12.7 4.8 - - - -

Trapezoid) g - - | TNMC43NT6PEXT-PT ) 127 48 - - - -
5 - - | TNMC54NT5PEXT-PT () 15.875 6.4 - - - -

4 - - | TNMC54NT4PEXT-PT ® 15.875 6.4 - - - -

3 - - | TNMC54NT3PEXT-PT () 15.875 6.4 - - - -

16 - - | TNMC43NT16PSTUBE-PT ® 12.7 4.8 - - - -

14 - - | TNMC43NT14PSTUBE-PT () 12.7 4.8 - - - -

12 - - | TNMC43NT12PSTUBE-PT ® 12.7 4.8 - - - -

STUB ACME. 10 - - | TNMC43NT10PSTUBE-PT () 12.7 4.8 - - - -

(29° 8 - - | TNMC43NT8PSTUBE-PT ® 12.7 4.8 - - - -
Trapezoid) ¢ 2 - | TNMC43NT6PSTUBE-PT ° 127 48 - - - -
5 - - | TNMC54NT5PSTUBE-PT ® 15.875 6.4 - - - -

4 = - | TNMC54NT4PSTUBE-PT () 15.875 6.4 - - - -

3 - - | TNMC54NT3PSTUBE-PT ° 15875 6.4 - - - -

® For ACME and STUB-ACME inserts can cut crest radius. Crest flat of ACME and STUB-ACME have to be cut by another tool. ® : Line-up
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TT insert
o .
I 60° metric threads
S
[t5)
~—
PNA
Right-handed insert shown
For external/internal threads
. Grade
Z:;r)‘ TPI L/R [Insert description| Cermet |Uncoated| IC S |PNA Tool holder
NS9530 TH10
=5 =18 R TTR42M-005 [ ) [ ) 12.7 3.2 60° TT-**RE/LI
=3 =8 TTL42M-005 [ ) [ ) 12.7 3.2 60° TT-***LE/RI
TT insert

55° Whitworth, partial profile, for external / internal threads

- 4

-

S

\

PNA

o
{e)

FRFEBFR) ERT,

55° Whitworth, partial profile, for external/internal threads

Grade
fn':::; TPI | L/R [Insertdescription| Cermet |Uncoated| IC | S |PNA| Tool holder
NS9530 TH10
=3 =8 R TTR42W-005 [ J [ J 12.7 3.2 55° TT-***RE/LI
=3 =8 TTL42W-005 [ J [ J 12.7 3.2 55° TT-***LE/RI
@ : Line up / Packing Quantity= 5 pcs
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TUNGTHREAD

TT-R/LE
"TT type "External threading toolholders, pin lock

e i
— o+
T
L L m
= # ;IEL | =}
¥ =
Right hand (R) shown.
Designation H B LF LH HF WF WFS Insert
TT-2525R/LE 25 25 150 25 25 32 15 TTR/L42...
SPARE PARTS AL @ (
Designation Clamp Right-left screw Wrench
TT-2525R/LE CP91 DS-6 P-3
B TR
"TT type "Internal threading toolholders, pin lock
DMIN e LF . E

- 2\
L
I¢ %ﬁ ‘ I¢
Right hand (R) shown.
Designation [T H B LF LH HF WF Insert
TT-2525RI 50 25 25 200 70 25 35 TTL42...
Notes : The left hand insert is used for right hand toolholders.
SPARE PARTS dl & (
Designation Clamp Right-left screw Wrench
TT-2525RI CP91 DS-6 P-3
¢ Relationship between pitch, depth P 1 1.25 1.5 1.75 2 2.5 3
of cut and number of passes for Ho 0.6 0.76 0.92 1.09 1.25 1.57 1.9
external metric threading H 0.866 | 1.083 | 1.299 | 1.516 | 1.732 | 2.165 | 2.598
=
I 1 0.25 0.3 0.3 0.3 0.35 0.4 0.4
R 0108F A —+7 2 0.15 0.2 025 | 025 | 0.25 03 | 035
M/ \ﬂI n 3 0.1 0.1 0.15 0.2 0.2 0.25 0.28
§ 4 0.05 | 0.06 0.1 0.1 0.16 0.2 0.2
Py ® ] 5 0.05 0.06 0.05 0.1 0.1 0.15 0.2
itch 1 ~3 mm I o
y— 6 0.06 0.05 0.07 0.07 0.1 0.13
Note: Maximum machinable pitch is 3 mm. 8 7 0.02 0.05 0.05 0.07 0.1
)
Q 8 0.02 0.02 0.05 0.1
§ 9 0.02 0.03 0.05
Insert Z | 10 0.02 | 0.05
— 11 0.02
Clamp = fp | ‘ 12 0.02
Right-left
screw |
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Chaser

Multi-tooth chaser inserts for efficient threading
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I Chaser - highly efficient threading tool for reduced machining time

One chaser insert accomodates roughing, semi-finishing, and finishing teeth, enabling 4 different passes to be
integrated into one single pass.

Finishing tooth
Roughing teeth

Il Available in major thread standards for the oil and gas industries

Chasers are designed for efficient external/internal threading of tubes, cases, and couplings for the oil and gas
industries. Available for popular thread standards as below.

Thread standard

Thread profile

Standard threads per inch

API
Round threads

- 8TPI
(For tubing and casing)

-10TPI
(For tubing)

API
Buttress threads

- 5TPI,1/16taper
(For tube diameters 13-3/8" or less)

- 5TPI,1/12taper
(For tube diameters 16" and above)

ANIS/ASME NPT
threads

- 8TPI

-11.5TPI
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Chaser

TUNGTHREAD

CLVOR

External toolholders for the chaser inserts

w LF

| [
| o )

M

Right-hand (R) shown.

Designation WF LF LH H B Insert
CLVOR-25M6 16.1 178 32 25 25 CR-8R/10R/11.5NPT/8NPT-3E/4E
CLVOR-32M6 16.1 178 32 32 32 CR-8R/10R/11.5NPT/8NPT-3E/4E
CLVOR-40M8 29.8 179 32 40 40 CR-5B75-4E

SPARE PARTS [ » (
Designation Shim Shim screw Clamp Clamping screw Wrench

CLVOR-25M6 TF1207 SF80 TC-311 STC-4 T-25TORX  5/32HEX

CLVOR-32M6 TF1207 SF85 TC-311 STC-4 T-25TORX  5/32HEX

CLVOR-40M8 TF8132-E SF60 TC-311 STC-4 T-20TORX  5/32HEX

Full profile insert (chaser)
‘ S BW
=000 Z
D
z
Taper .
Connection TPI Designation AH725 BW INSL S Breakerpiece
mm/mm TPF
AP 8 1/16 0.75 |CR-8R-3E () 16 15 5.2 CR-8R / 10R-3E / 4E-CB
Round 10 1/16 0.75 | CR-10R-3E (] 16 15.9 5.2 CR-8R / 10R-3E / 4E-CB
B API 5 1/16 0.75 |CR-5B75-4E (] 20.4 15.9 5.1 CR-5B75 / 5B1-4E-CB
uttress
115 1/16 0.75 |CR-11.5NPT-4E (] 16 15.7 5.2 CR-8R / 10R-3E / 4E-CB
NPT
8 1/16 0.75 |CR-8NPT-4E () 16 15.7 5.2 CR-8R / 10R-3E / 4E-CB
B cnGa-sE

APl Round & buttress chaser insert with 2 corners for turning
Full profile insert (chaser)

B

=S|

T
Connection TPI aper Designation AH725
mm/mm TPF
API 10 1/16 0.75 |CNGA-10R-3E )
Round 8 1/16 0.75 |CNGA-8R-3E °
API
Buttress 5 1/16 0.75 |CNGA-5B75-3E °

Note: Toolholder should be designed and ordered individualy.
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Chaser

TUNGTHREAD

SI-CLHOR

Internal toolholders for the chaser inserts

LF
DMIN
=1
| o
L (®)
5 iy :
Right-hand (R) shown.
Designation m DCON WF LF Insert
SI-CLHOR-40M6 50.8 40 23.16 400 CR-*1
SPARE PARTS (
Designation Clamp Clamping screw Wrench
SI-CLHOR-40M6 TC-311 STC-8 5/32HEX
Full profile insert (chaser)
, S -« BW
, N
%)
Z
y
) Taper ; ) )
Connection TPI Designation AH725 INSL LE S Breakerpiece
mm/mm TPF
API 8 1/16 0.75 CR-8R-3I [ J 16 15 52 CR-8R / 10R-31/ 41-CB
Round 10 1/16 0.75 CR-10R-3I [ J 16 15.9 52 CR-8R / 10R-31/ 4I-CB
API 5 1/16 0.75 CR-5B75-3I [ J 16 15.8 52 CR-8R / 10R-31/ 41-CB
Buttress : : a : :
11.5 1/16 0.75 CR-11.5NPT-4lI [ J 16 15.7 52 CR-8R / 10R-31/ 4I-CB
NPT
8 1/16 0.75 CR-8NPT-4I o 16 15.7 52 CR-8R / 10R-31/ 4I-CB
Chaser @ :Linewp
CR-3E-#1_3
Chaser inserts for tool rotating machines
S BW S BW
— - —
Y
— |
12} 7%}
2 O e
Y
Connection TPI Taper Designation AHT725 BW INSL S Breakerpiece
mm/mm TPF
8 1/16 0.75 CR-8R-3E #1 [ J 16 14.7 52 TD39318R-1-CBW/CAVITY
RQE’[‘] g 8 116 075 |CR-8R-3E #2 ° 16 14.9 52  TD39328R-2-CBW/CAVITY
8 1/16 0.75 CR-8R-3E #3 o 16 15 5.2 TD39338R-3-CBW/CAVITY
5 1/16 0.75 |CR-5B75-3E #1 [ 17 14.6 52  TD46015B75-1-CBW/CAVITY
Bu?tf(l,ss 5 1/16 075 |CR-5B75-3E #2 ° 17 14.8 52  TD46025B75-2-CBW/CAVITY
5 1/16 0.75 CR-5B75-3E #3 [ J 17 15 52 TD46035B75-3-CBW/CAVITY

@ : Line up
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