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KORLOY Thread Turning

THREAD TURNING

KORLOY, known for superior, highly precise threading technology, introduces a thread turning which
offers a high efficiency in a manufacturing process. KORLOY's thread turning tools ensure excellent
performance in a challenging thread operations. For example, in high helix and small diameter
internal machining, it effectively resolves a common issues during manufacturing process like chip
evacuation problems, bad surface finish, and shorter tool life.

KORLOY's thread turning tools feature precisely ground thread inserts and outstanding chip control
technology. Chips are smoothly evacuated, minimizing machining halts due to chip blocking and
supporting the achievement of high-quality threading. In addition, the application of PC5030T,
premium PVD AITiN coating, enhances cutting speed and maximizes tool life. This system is also
adaptable to various thread forms, enabling a wide range of machining in a single setup.

KORLOY's thread turning is a smart solution that simultaneously increases both thread quality and
productivity, demonstrating enhanced competitiveness in manufacturing sites through substantial

improvements in efficiency and cost reduction for customers.

Experience a new standard in threading with KORLOY's thread turning




(= Feature

« High-quality surface finish - Achieves excellent surface quality during threading with precisely ground inserts.
« Various Thread Form Compatibility - A wide range of operations is possible in a single system.

Thread Turning solution for @
High Performance and Productivity

« Perfect Chip Evacuation - Smooth and uninterrupted chip evacuation during machining with chip breaker, preventing from chip blocking.

* Increased Productivity - Longer tool life and cost savings through premium coating design

& Insert features

Reinforced shape and edge angle ©
Reinforced shape to reduce cutting resistance

Grade ©

Premium and general grade with
improved wear resistance

Optimized cutting edge design ©
Excellent surface finish of thread

Advanced surface treatment o

Reinforced cutting edge and improved
surface treatment

& Grade features

Available
Grade Feature insert type
. » New PVD- coated versatile thread grade .
PC5030T @ Premium « Enhanced productivity through improved wear resistance and stabilized Ground insert
general use ) . (ER/IR)
tool life due to post-coating treatment
« For chip breaker type only
« Stable machining on a wide application due to fine-grained carbide ERM/IRM
PC5300 Universal grade substrate with balanced heat resistance and toughness (Insert with Chip
« Excellent wear resistance and oxidation resistance due to AITiN coating breaker)
film Outstanding performance on high speed machining
« A tough sub-micron substrate with TiAIN coating provides .
Grade for - Ground insert
PC3030T threading inserts good fracture toughness and excellent wear resistance (ER/IR)
9 « Qutstanding performance on STS and hard to cut materials
PC9070T Grade for « Strong wear resistance in stainless machining thanks to Ground insert
threading inserts multilayer PVD coatings (ER/IR)
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Thread Turning ‘ Grade Selection Guide

= Grade selection guide

« New PVD versatile coating

. PC5030T @
‘: Universal
achinabili

: « Improved wear resistance and
PC5030T extended tool life through post-coating
treatment

PC5300

« Exclusive grade for chip breaker
« Ultra-fine grain grade and stable
performance

Price

PC9070T PC5300

PC3030T

« Strengthened cutting edge with
high-toughness fine-grain substrate
application

« Chipping resistance through optimized
PC3030T geometry

; " General PC9070T
Line-up } w:rﬁ?efce'
« Excellent wear resistance in stainless

steel machining
« Multi-layer PVD coating

Universal . . General use of . .
Grade machinability High cutting speed workpiece Line-up Price
pcs030T @@ F Kk k Fo ok Ak F kK Fok Ak * ke Kk
PC5300 * H Kk Fo kA k F Kk e e Fo kK k
PC3030T * Kk * H Kk F kK k Jo ok Ak ok k
PC9070T * %k Fo ok Kk * Hk * Kk Fo kA k
& Application range
Workpiece Qo - - 8
. Pes0
Carbon steel, Alloy steel, o essr
Cast steel L
. Pe3moT
[ ~eess0
Cast steel [~ ~pesesor ]
[ pesosor |
PC5300 |
M Stainless steel POS0S0T |
alnless siee PC3030T |
PC9070T |
L -
Aluminum, Copper [~ pesesor |
- Pc3ooT




& Special features

External thread |
A thread on the external surface of a

cylinder screw or cone

Depth of thread ’4,—»
The distance between the crest and root

measured from normal to the axis

Pitch

The distance between the corresponding
points on adjacent thread forms measured
parallel to the axis. This distance can be
defined in millimeters or by the tpi (threads
per inch), which is the reciprocal of the pitch

Taper thread
A thread formed on a cone

Left handed thread \ Right handed thread

(o W d XY

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

(= Machining a multi-start thread

Technical Information on Threading

External

thread

Major &
~— Pitch@ —

~—Minor @—»

|
|

Thread Angle

Helix
/ Angle

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

Thread Turning solution for @
High Performance and Productivity

Major diameter

The largest diameter of a screw thread

Pitch diameter

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

Minor diameter
The smallest diameter of a screw thread

Helix angle

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

( Straight thread
L A thread formed on a cylinder

The helix angle(B)

Lead(L)

Helix ang\e(ﬁ)\)

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

e ——

T X Pitch diamiter(DC)

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

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

First start machined

(= Shape of insert cutting edge

Partial profile

Full profile

Second start machined

Full profile for fine threads

Third start machined (Final, 3 starts thread)

Pitch

Trapezoid

« Cutting without machining the
outer diameter of the thread

« Usable for various pitches sharing
the same helix anlge

Advantage: High versatility

« Complete machining the entire
thread form, including the crest

« Required dedicated insert for
each pitch and specification

» Machining the full profile for fine
threads

« Machining outer diameter by the
minor cutting edge

Advantage: Precise finished shape

» Machining the complete thread
form without outer diameter
finishing

» Mainly used for trapezoidal
treads

www.korloy.com 7



(& Thread turning method

m Thread Turning Technical Information on Threading

shim combination

Thread Inserts & Tool holder Rotation Feed direction Helix method Drawing no.
Riaht Handed Ext | EX RH Counter clockwise Towards chuck Regular
ight Handed Externa
EX LH Clockwise From chuck Reversed a
Riaht Handed Internal INRH Counter clockwise Towards chuck Regular
ight Handed Internal
INLH Clockwise From chuck Reversed a
Left Handed Ext | EXLH Clockwise Towards chuck Regular a8
eft Hande ernal
EXRH Counter clockwise From chuck Reversed 6]
Left Handed Int | INLH Clockwise Towards chuck Regular
eft Handed Internal
IN RH Counter clockwise From chuck Reversed 8]
External RH thread External LH thread
— - —
-
<=
Internal RH thread Internal LH thread
)
<=
- -
a
& Calculating the helix angle (8)
P (Helix angle diagram)
™
Pitch P* Pitch P*
,,,,, E [mm1]2 5 Vs p=2 [tpi] p=1
[ et 5 HEEEE o
be 'J_: Special
l gL = 10T Toolholders —%°
,,,,, Etandard 5 E % 9 i 3
elix angle 2 B 8
1\7 E T 7 35
2 (=) 6 4
PR 3
ard toolholder a%Te E = 6
i i st angle s T 41 7
* The helix angle is calculated 5 § 3 9
by the ollowing formula: s é‘—’ 2 1)
] am BB 5
t 4 TP X N 0 Pitch diameter [mm] 1 p=0¢°
@ =tan IxDC Feed towards 2 . 50 100 150 20 |,
the tailstock S
s VR D i
[5} =
B: Helix angle (°) Foverses 5 S . ™ ;
P: Pitch (mm) —8 helix angle 43 I & . N :
N: No. of starts E} 1 2 E L . N 2_5
D: Pitch diameter (mm) . TR R - > 4
Lead =P xN . Shim c o N 35
eal X grgnté)lglholder angle s © ﬂ 8
g I 9 ™ 8
= =
. i T3 ; >
The helix angle c,tan also be The dimension H1 (cuting % § 10+ Special Toolholders s
found from the diagram below  qge heigh) remains e £ =2 .
constant with every insert/ = 12 F— [




(= Thread infeed method

Technical Information on Threading

Thread Turning solution for

High Performance and

Productivity

Infeed

Application

« When the pitch is smaller than 16 tpi

Radial infeed is the simplest and quickest method

i The feed i icul h i i h
//\ ﬁadlal « For material with short chips > e feed is pgrpendu:u ar to the turmng axis, ?nd botl
'~ infeed ) ) flanks of the insert perform the cutting operation
- For work with hardened material . ) )
Radial infeed is recommended in 3 cases
- When the thread pitch is greater than 16 tpi. Using the
) radial method,the effective cutting edge length is too
Flank infeed L ) . . .
(modified) large, resulting in chatter. for TRAPEZ and ACME. The > Flank infeed is recommended in the following cases
-3 \ radial method results in three\ cutting edges, making

chip flow very difficult

7\

Alternate

« This method divides the load equally on both flanks,

resulting in equal wear along the cutting edges

Use of the alternate flank method is recommended
especially in large pitches and for materials with

flank infeed Alternate flank infeed requires more complicated )
) ) ) long chips
f f programming, and is not available on all lathes
& Number of passes
TP 0.5 0.75 1 1.25 1.5 1.75 2 25 3 35 4 45 5 55 6 8
Pitch
TPI 48 32 24 20 16 14 12 10 8 7 6 55 5 45 4 3
No. of passes 4~6 4~7 4~8 5~9 | 6~10 | 7~12 | 7~12 | 8~14 | 9~16 | 10~18 | 11~18 | 11~19 | 12~20 | 12~20 | 12~20 | 15~24
% One cutting depth is calculated by total cutting depth divided into machining times
ex) ER16-1.51S0, HMIN 0.92: If 10 times machining, one cutting depth is 0.092 (0.92/10)
& Shim
IC 3/8” 9.525mm 1/2” 12.7mm 5/8” 15.875mm
ATE (External) L 16mm 22mm 27mm
Holder ER/IL EL/IR ER/IL EL/IR ER/IL EL/IR
45 ATE16-3P ATI16-3P ATE22-3P ATI22-3P ATE27-3P ATI27-3P
35 ATE16-2P ATI16-2P ATE22-2P ATI22-2P ATE27-2P ATI27-2P
Standard 25 ATE16-1P ATI16-1P ATE22-1P ATI22-1P ATE27-1P ATI27-1P
ATHEThrough) *15° ATE16 ATI6 ATE22 ATI22 ATE27 ATI27
Helix angle
0.5 ATE16-1N ATI16-1N ATE22-1N ATI22-1N ATE27-1N ATI27-1N
0° ATE16-1.5N ATI16-1.5N ATE22-1.5N ATI22-1.5N ATE27-1.5N ATI27-1.5N
-0.5° ATE16-2N ATI16-2N ATE22-2N ATI22-2N ATE27-2N ATI27-2N
15 ATE16-3N ATI16-3N ATE22-3N ATI22-3N ATE27-3N ATI27-3N

* Standard shim has Resultant Helix Angle 1.5
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Thread Turning Technical Information on Threading

(& Recommended cutting speed as per workpiece

Workpiece Brinell vc(m/min)
hardness
IS0 Workpiece material (HB) Poonat PC9070T PC5300
Low carbon (C : 0.1~0.25%) 125 115~190 110~190
Carbon steel Medium carbon (C : 0.25~0.55%) 150 100~175 100~165
High carbon (C : 0.55~0.85%) 170 90~165 90~155
Non-hardened 180 100~180 100~180
Low alloy steel
(alloying elements < 5%) Hardened 275 75~140 75~140
Hardened 350 70~135 70~135
ngh a"oy steel Annealed 200 80~120 80~120
(alloying elements >5%) | yargened 325 50~100 50~100
Low alloy (alloying elements < 5%) 200 70~130 70~130
Cast steel
High alloy (alloying elements > 5%) 225 60~120 60~120
Malleable Ferritic (short chips) 130 60~70 80~120
cast iron Pearlitic (long chips) 230 60~145 30~100
Normal tensile strength 180 70~130 90~120
Gray cast iron
High tensile strength 260 60~115 65~110
Ferritic 160 125~160 85~110
Nodular Sg Iron
Pearlitic 260 90~120 60~100
Non-hardened 200 70~130 70~150 70~120
Ferritic series
Hardened 330 60~115 60~125 70~120
Austenitic 180 90~140 90~160 70~130
Austenitic series
M Super austenitic 200 40~110 40~120 60~100
Non-hardened 200 90~120 90~150 125~160
Cast ferritic
Hardened 330 65~110 65~120 90~120
Austenitic 200 85~110 85~120 70~130
Cast austenitic
Hardened 330 60~100 60~110 50~95
Annealed (iron based) 200 45~60 80~180
High Temperature Aged (iron based) 280 30~50 200~400
Alloys Annealed (nickel or cobalt based) 250 20~30 200~280
Aged (nickel or cobalt based) 350 15~25 60~180
Pure 99.5 Ti 400Rm 140~170 80~210
Titanium Alloys
a+@ Alloys 1050Rm 50~70 80~210
Aluminum alloy Non-aging 60 100~365 45~60
wrought Aged 100 80~220 30~50
Cast 75 200~400 20~30
Aluminum alloy Cast & aged 90 200~280 15~25
Cast Si 13-22% 130 60~180 140~170
Brass 90 80~225 50~70
Copper alloy
Bronze and non-leaded copper 100 80~255 100~250
45-50HRC 45~60 45~60
Extra Hard Steel Hardened & Tempered
51-55HRC 40~50 40~50
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(= Step by step thread turning

. . . Thread Turning solution for
Technical Information on Threading | ¢, performance am? Productivity

M40 x 2.5

n Choose the thread turning method

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

H Choose the tool holder

WF B

LH
~ OAL

 Chosen tool holder : ERH25-16

”FMH

Insert size Pitch Dimensions (mm)
IC RH(Right Handed) | H=HF B WF OAL LH
9.525 ERH25-16 25 25 25 153.6 30

H Choose the correct shim

Resultant Helix angle 1.5°
IC 9.525
Insert size (mm)
L 16
Ordering code ATE16

Determine the number of passes

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

P 1.50 1.75 2.00 2.50 3.00 3.50 | 4.00

Pitch
TPI 16 14 12 10 8 7 6

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

Application

* Thread: External right Handed ISO metric M40x2.5
* Material: 42CrMo4

E Choose the insert size

*Chosen insert:ER16-2.5 I1SO

Insert size Pitch | Ordering code Shim
) - Tool holder
Ic TP RH(Right Handed) | RH(Right Handed)
9.525 2.5 ER16-2.5ISO ATE16 ERHCICJ-16
n Determine
Pitch TP Pitch TP
[mm] 5 4 3 —=0° [tpi] p=r
Special |/ ~
1 225
1 Toolholders 1,5
10
9 3
8 35
7 / 4
6 45
5
4 / (75
HD /4 %
7
% B=0°
50 100 150 200

Pitch diameter [mm]

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

n Choose the carbide grade and cutting speed
- Carbide grade chosen : PC3030T - Cutting speed: 140 m/min

. vc(m/min)
Workpiece HB PC3030T
Non-hardened 180 85~145
Low alloy
steel Hardened 275 75~140
Hardened 350 70~135
n Summary
Thread type 1SO M40 x 2.5 External right handed
1. Feed direction Towards the chuck
2. Insert and grade ER16-2.5ISO, PC3030T
3. Tool holder ERH25-16
4. Helix angle 1.5°
5. Shim ATE16
6. Cutting speed 140 m/min
7. Number of passes 10

www.korloy.com 11



Thread Turning Technical Information on Threading

& Cutting condition depending on

Material type % %
Coolant Coolant type 6
Material di i D
aterial dimension ?;lj
Workpiece
Diameter and length .
chipflow character %2 \@) Holder cross section area
Material hardness alas Holder overhang @;ﬁ
HB l«— Overhang
Holders
Inv
External or internal IW Through coolant option
A
Thread ) . ;
Nt Profile shape _\[\__//:\_/]\_/—\_ Shank type: Carbide, alloy @
Surface finish V/7 Carbide implant grade . M .
) ” Profile shape: Pitch and FAN =] =
Machine stability depth @
Insert
Machi Max. RPM N di ®
achine ax. ose radius RE A(@\A
Clamping system stability Chip breaker style @
& Trouble shooting
Problem Possible cause Solution
Cutting speed too high Reduce cutting speed/use coated insert
Increased Depth of cut too low/too many passes > Increase the depth of cut per pass
flank wear Unsuitable carbide grade Use a coated carbide grade
Insufficient cooling Increase coolant flow rate
Un;\_len Incorrect helix angle Choose the correct shim
cutting ) . )
edge wear Wrong infeed method Use the alternating flank infeed method
Depth of cut too large Decrease depth of cut/ increase number of passes
C Extreme Insufficient cooling > Increase coolant flow rate
plastic Cutting speed too high Reduce cutting speed
deformation Unsuitable carbide grade Use a tougher carbide
Nose radius too small Use an insert with a larger radius, if possible
Depth of cut too large Decrease depth of cut/ increase number of passes.
C Cutting Extreme plastic deformation Use a tougher carbide
edge Insufficient cooling Increase flow rate and/ or correct flow direction
breakage Unsuitable carbide grade Use a tougher carbide
Instability Check stability of the system
C Built-up Incorrect cutting speed Change the cutting speed
edge Unsuitable carbide grade Use a coated carbide
The tool is not at the workpiece axis height > Change tool height
Thread profile ) - ) .
X Insert is not machining the thread crest > Measure the workpiece diameter
1 is too shallow
) Worn insert Change the cutting edge sooner
Poor Too low cutting speed Increase cutting speed
W surface Wrong shim Choose correct shim
quality Flank infeed method is not appropriate > Use the alternate flank or radial infeed method




Threading Inserts with Chip Breaker

Threading Inserts with Chip Breaker

- Economical insert
- Good toughness and high accuracy as ground type inserts
« Exclusive insert design improves chip control
- New grade for general application of various kinds of workpieces

& Feature
Type Ground insert Insert with a chip breaker
C/B Code None None U
Designation ER16-1.5I1SO ERM16-1.51S0 ERM16-1.51S0-U
Machining External Internal External Internal External Internal
Insert
Shape
A
Chip Shape @@
Class PM,KN,S P, M, K P, M, K
Application G-Class M-Class M-Class
« Groove-shaped chip breaker with superior ) ) ) )
chip evacuation lowers cutting load ‘ pn|que 3 d|men.3|on.§| Ch'P breaker ) « Groove-shaped chip breaker with superior
) . " improves machinability with good chip ) : :
« Enables high precision machining control chip evacuation lowers cutting load
Features « Applicable for machining of various « Reduces machining pass by 10~30%

shapes of threads

« Applicable for machining of various
workpieces

« Excellent cutting edge treatment
technology ensures high precision sharp
cutting edge

« Excellent cutting edge treatment achieves
high precision sharp cutting edge

www.korloy.com 13
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Thread Turning ‘ Threading Insert & Holder Code System

Threading Insert Code System

E R M 16 - 1.5 ISO
| S ——— S —— — —— — ¢

Insert type Hand of insert Chip breaker Insert size Pitch Type
c Insert type o Insert size (mm) G Type
11:1C =6.35 « Partial profile 60°
E: For External  I: For Internal 16:1C =9.525 « Partial Profile 55°
22:1C =127 «1SO Metric (Full Profile)
27 :1C =15.875 + American UN (Full Profile) UN, UNC, UNF, UNEF

- « Whitworth (Full Profile) BSW, BSF, BSP
o Hand of insert « British Standard Pipe thread (Full Profile) BSPT
m Insert « National Pipe Thread (Full Profile) NPT
shape - National Pipe Threads-Dryseal (Full Profile) NPTF
<ER/IR> <ERM/IRM > -Round DIN 405

«Trapez DIN 103
» American ACME

Pitch
e » Stub ACME
m +UNJ

» American Buttress

R:Right handed  L: Left handed

e Chip breaker Full profile Partial profile « British Buttress
m TP TPI TP TPI + Metric Buttress-Sagengewinde
035-60 72-3 A 05-15  48-16 APl

AG  05-30 48-8

« API Buttress Casing

G 1.75-30 14-8 ; :
o ) « APl Round Casing & Tubing
M: With chip breaker LI 7-5 « EL-Extreme Line Casing
Q 55-6.0 45-4

Threading Holder Code System

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

Holder type Hand of insert Name Height of shank(Q) Shim Insert size Clamping system
o Holder type o Height of shank (@) 0 Insert size (mm)
E: For External  I: For Internal 1 [ . External
‘ 8,10,12,16,20, 11:1C =6.35
A \ | 25,32,40,50 T
Hand of insert 16:1C =9.525
e m ‘ - Internal 2210 =127
N 10,12,13, 16, 20,
"" 25 32,49, 50, 60 27 :1C =15.875

R:Right handed  L: Left handed * Refer to the specification for shank diameter information

9 Name e Shim o Clamping system
H (N) (C)

No code: Shim required No code: Screw on system
N: No shim required C: Clamp on system

H : Holder

14
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Line-up
(& Line-up
Grinding | M-type | U-type Grinding | M-type | U-type
A Appli- n ] Appli- .
Division O Geometry Unit ! l I Division G Geometry Unit ! l I
Partial & e | TP | 0.5~6.0 | 0.5~5.0 0.5~3.0 _ power | [ 25 mend
rofile | General American | transfer n | 16-4 ) )
p( ) threading W ACME (feed W
95 pend| | TPl | 48~4 | 48~5 | 48~8 screw) bt
: gor Intemal TP | 0.5~6.0 | 0.5~5.0 | 0.5~3.0 Power gy Il
partal | General /(7\) SubACE 1 | [ ol tes |- )
P threading W (STACME) | (thin
(60) berd| | TPl | 48~4 | 48~5 | 48~8 shape) Buoma
w 5/16P Imesrggl
Aero-
IS0 | General | |/, TP 0.35-6.0| 1.0~3.0 | 1.5~2.0 UNS | space | |V VAAIE IR - -
metric industry W )
1/8p  External mdUStry mm%i External
w American AR
Amerioan Seneral | Vg | 72~4 - - buttress | 0" i | 20~6 - -
w (ABUT) wisee | [
W British but TR
Withworth | Industrial " one —\r
] T TPI | 72~4 14~11 14~11 tress o TPI 16~8 - -
(BSW, BSF) | pipe ey, (BBUT) direction M \{_nau
British stan- G:;;’;d Metric but- | One ;MGVE%;SW ]
dard pipe nipe TPI | 28~11 - - tress direction | |(T TP | 2.0~4.0 - -
BSPT) | (o5 (SAGE) | (DIN513) | ||aasn | |,y
National | Gas and Oil and
pipe water TPI | 27~8 - - APl gas TPI 6~4 - -
(NPT) pipe industry
. Oil and
National | Gas and API buttress | gas
pipe (NPTF) water TPI | 27-~8 - - casing industry | |- TPI 5 - -
—Dryseal pipe (BUT) c(;l;ﬁ]eé) Il ‘“ E)ﬁernal
Round | P L APlround | 0jl and
DINdos | TOTR9 |G I | 10~4 - - casing gas TP | 10~8 - -
R®RD) | nqustry | | [mZow/ B (APIRD) | industry
" Oil and =
Trapez . a0 \me;na\ Extreme line| gas @W
DIN103 | OHE W TP | 15~60 - - casing | industy | ° - TPl | 65 - -
(TR) External (EL) C(;l;ﬁ]eg’) "’ External

% Unit : TP(mm), TP(tpi)

www.korloy.com 15



Thread Turning ‘ Threading Inserts
Partial profile 60°

(mim)
N == = N ===
g De?;{‘i‘;:t‘)m" g g g % Des('f:ff)“" % g § % ™ T | IC L RE POY PDX Geometry
2R RER
ER 11-A60 |e @ o |EL 11-A60 |e e 05-15 48-16 | 635 11 005 08 09
16-A60 |@ @ @ 16-A60 |o @ 05-15 48-16 | 9525 16 005 08 0.9 —
5 16-G60 |o @ 16-G60 |e|e 175~30  14~8 | 9525 16 027 12 17 G0}
5 16-AG60 | o|@ 16-AG60 |o @ 05-30 488 | 9525 16 008 12 17
Z| 22N60 |eee 22-N60 |o o 35-50  7-5 | 127 22 053 17 25 ’_\—/_\/_\
27-060 |e|e|e 27-060 |e|e® 55~60  45~4 |15875 27 064 21 3.1 Sitawe!
IR 11-A60 |e/e/® |IL 11-AG0 |®|/®|e | 05-15 48-16 | 635 11 005 08 09
16-A60 |oe 16-A60 |o | 05-15 48-16 | 9525 16 005 08 09 ol
= 16-G60 |oe 16-G60 |e|® 175-30 14-8 | 9525 16 016 12 17 £
g 16-AG60 o o|@ 16-AG60 |@ @ 05-30 488 | 9525 16 005 12 17
E 22-N60 |e o @ 22-NG0 |o|e 35-50 7-5 | 127 22 030 17 25 ’—\v/_\v/_\
27-060 |o o|e 27-060 |o|e 55-60 45-4 |15875 27 030 18 27 External
2) Applicable holders page 37, 38 ®: Stock item
Partial profile 60° (M chip breaker) -
g (Desionaton |S85s Desgnaon 5SS oty ¢ L R pov PO Geometry
= (Right) RR8B (Left) P88 n
g2 £228
ERM 16-A60 ° 05-15 48~16 | 9525 16 008 08 09
16-G60 ° 1.75~30 14~8 | 9525 16 027 12 17 qp e
E 16-AG60 | |e 05-30 48~8 | 9525 16 008 12 1.7
é’ 22-N60 . 35-50 75 | 127 22 053 17 25 ’—\/\/_\
External
IRM 11-A60 ° 05-15 4816 | 635 11 008 08 09
16-A60 ° 05-15 4816 | 9525 16 008 08 09 T
= 16-G60 . 17530 148 | 9525 16 012 12 17 =
g 16-AG60 | |® 05-30 48-8 | 9525 16 008 12 17
£ 22-N60 ° 35-50 75 | 127 22 030 17 25 ’_\'/_\'/_\
External
2 Applicable holders page 37, 38 ® :Stock item

Partial profile 60° (U chip breaker)

(mm)
Designation 555 o Designation |S55 o
§ g 85 g Q5K TP TPI IC L RE PDY PDX Geometry
= (Right) BRRR Y (Left) BRRN
oo oo aooa
ERM 16-AG60-U 0.5~3.0 48~8 9525 16 008 12 17
Internal
_ 60°
[}
£
5
IRM 16-AG60-U 0.5~3.0 43~8 9525 16 008 12 17
Internal
_ 60°
g
]
=
External
2 Applicable holders page 37, 38 ®:Stock item
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. Thread Turning solution for
Threadlng Inserts High Performance and Productivity

Partial profile 55°

(mm)
A = == A == =
2 DE?F'(S:;::)“’“ g g § % Des('f:f*t‘)"m“ g g § % i1 T | IC L RE PDY PDX Geometry
EEER EEER
ER 11-A55 |e|e EL 11-A55 | |e 05-15 48-16 | 635 11 005 08 09 oox
16-A55 |e e 16-A55 |e 05-15 48-16 | 9525 16 005 08 09 | P 37[ac . ena
! 16-G55 |e e 16-G55 |e 17530 14-8 | 9525 16 021 12 17 IS |
g 16-AG55 (e |® 16-AG55 || @ 05~30  48~8 | 9525 16 007 12 17 A K "\/‘\/‘\
22-N55 |e|e 22-N55 | |e 35-50  7-5 | 127 22 043 17 25 /.
27-055 |e|e 27-055 | | 55-60 45-4 | 15875 27 060 20 29 - Bxermal
IR 11-A55 |e|e IL 11-A55 |ee 05-15 48-16 | 635 11 005 08 09
16-A55 |e e 16-A55 |e 05-15 48-16 | 9525 16 005 08 09 el
= 16-G55 | e 16-G55 |eo 175-30 14-8 | 9525 16 021 12 17 2
5 16-AG55 |o @ 16-AG55 | @ 05-30 488 | 9525 16 007 12 17
E 22-N55 |e|e 22-N55 |e 35-50  7-5 | 127 22 043 17 25 ’—\'/_\'/_\
27-055 |e|e 27-055 |e|e 5560  45-4 | 15875 27 060 20 29 Exernd
%) Applicable holders page 37, 38 ® :Stock item
Partial profile 55° (M chip breaker) -
g| Desimaton 885 s Desgraon SSS2 oty ¢ L R pov POX Geomet
Fl w2828 lh 2833 SL]
geee g2
ERM 16-A55 05-1.5 48~16 | 9525 16 008 08 09
16-G55 ° 17530 148 | 9525 16 021 12 17 T
5 16-AG55 | |o 05-30 48-8 | 9525 16 007 12 1.7 2
g 22-N55 ° 35-50 75 | 127 22 043 17 25
IRM 11-A55 ° 05-15 48~16 | 635 11 008 08 09
16-A55 05-15 48~16 | 9525 16 005 08 09 —
= 16-G55 175~30 14~8 | 9525 16 008 12 17 /‘6.\_)
5 16-AG55 | |o 05-30 48-8 | 9525 16 008 12 17
£ 22-N55 . 35-50 7~5 | 127 22 043 17 25 ’—\—/\/_\
External
2 Applicable holders page 37, 38 ® : Stock item

Partial profile 60° (U chip breaker)

(mm)

g| Desinaion G558 Desomion B82S ¢ L R ey PO Geomet

Bl Rgn (BERE LN | BEas v

0000 O 00O
[~ Wy -y -y - [~y -Wy-Wy-W
ERM 16-AG55-U 05~30 48~8 |9525 16 007 12 17
. Internal

- 55

[:-}

£

&

External
IRM 16-AG55-U 0.5~3.0 48~8 | 9525 16 008 12 17
. Internal
55

s

£

D

E

External

2) Applicable holders page 37, 38 ®: Stock item
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Thread Turning ‘ Threading Inserts

ISO metric

(mm)
S === A ===
.§ Deff'g;‘:tt)")“ g g § % Des('l!_’:f‘t')"m 83858 T | Ic L HWIN PDY PDX Geometry
SS88 588
ER 11-0.351S0 |e EL 11-0.35IS0 035 | 635 11 020 08 04
11-0.41S0 ® 11-0.41S0 0.4 6.35 11 0.25 0.7 0.4
11-0.45IS0 |eo 11-0.45IS0 |eo 0.45 6.35 11 0.28 0.7 0.4
11-051S0 |e 11-0.51S0 05 |63 11 031 06 04
11-06I1S0 e 11-0.61S0 06 |63 11 037 06 06
11-0.7IS0  |e|e 11-0.710 07 | 635 11 043 06 06
11-0.751S0 |e|e 11-0.751S0 075 | 635 11 046 06 06
11-0.81S0 o0 11-0.81S0 0.8 6.35 11 0.49 0.6 0.6
11-1.01S0 |e|e 11-1.01S0 10 635 11 061 07 07
11-1.251S0 |e|® 11-1.251S0 125 | 635 11 077 08 09
11-151S0 |e|e 11-1.51S0 15 | 635 11 092 08 10
11-1.75I1S0 (e |@ 11-1.751S0 1.75 6.35 1 1.07 0.8 1.1
16-0.35I1S0 |e 16-0.35IS0 0.35 9.525 16 0.21 0.8 0.4
16-0.41S0 |e|e 16-0.41S0 04 |955 16 025 07 04
16-0.45IS0 |o| @ 16-0.451S0 045 |9525 16 028 07 04 Bz s
= 16-051S0 |e|e 16-051S0 05 9525 16 031 06 04
g 16-061S0 |/ ® 16-0.61S0 06 9525 16 037 06 06 i
= 16-0.7IS0 |o| @ 16-0.71S0 |e 07 |9525 16 043 06 06 A= o
16-0.751S0 |e|e@ 16-0.751S0 |e 075 9525 16 046 06 06
16-0.8IS0 (e o @ 16-0.81S0 | 08 |9525 16 049 06 06
16-1.01S0 (e o @ 16-1.01S0 |e 10 | 955 16 061 07 07
16-1.25IS0 |o|o|® 16-1.251S0 (o 125 | 9525 16 077 08 09
16-1.51S0 oo 0 16-1.51S0 L) 15 9.525 16 0.92 0.8 1.0
16-1.751S0 (e e @ 16-1.751S0 |e 1.75 9.525 16 1.07 0.9 1.2
16-2.01S0 e o o 16-2.01S0 (e 20 (955 16 123 10 13
16-251S0 (e e /e 16-251S0 (e 25 |955 16 153 11 15
16-3.01S0 (e o o 16-3.01S0 (e 30 (955 16 184 12 16
22-3.51S0 oo 0 22-3.51S0 o e 35 12.7 22 215 1.6 2.3
22-4.01S0 oo 0 22-4.01S0 3] 40 12.7 22 2.45 1.6 2.3
22-451S0 |e/e e 22-451S0 |e @ 45 | 127 22 278 17 24
22-501S0 |e e e 22-501S0 |e /e 50 | 127 22 307 17 25
27-551S0 |e e 27-5.51S0 . 55 |15875 27 337 19 27
27-6.01S0 o0 27-6.01S0O ) 6.0 15.875 27 3.68 2.0 2.9

2 Applicable holders page 37
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. Thread Turning solution for
Threading Inserts High Performance and Productivity

ISO metric(M chip breaker)

(mm)
g Def;“i’;:t‘)i“ % g g % Des(il’_’:f‘t')“m % % 'g % ™ IC L HMIN PDY PDX Geometry
EEER R
ERM 16-1.01S0 . 10 9525 16 061 07 07
16-1.251S0 125 | 955 16 077 08 09 e
= 16-1.51S0 ° 1.5 9525 16 093 08 10 A
§ 16-1.751S0 . 175 | 9525 16 109 09 12 B
16-2.01S0 o 20 9525 16 125 10 13
16-2.51S0 . 25 9525 16 155 11 15 LR
16-3.01S0 . 30 9525 16 187 12 16
-@ Applicable holders page 37 @ : Stock item

ISO metric (U chip breaker)

(mm)
[ Designation E55¢o Designation 5559
= " 2359 35 TP IC L HMIN PDY PDX Geometry
= (Right) 0| @ & IO (Left) D @ &) 1O
0000 0000
oo oo -y
ERM 16-1.51S0-U 15 9525 16 093 08 1.0
16-2.0I1S0-U 2.0 9525 16 125 1.0 1.3
1/4P  Internal
© 60°
£
g il
1/8P External
2) Applicable holders page 37 ®:Stock item
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Thread Turning ‘ Threading Inserts

ISO metric

(mm)
A === S = ==
.§ Deff'g;‘:tt)")“ 8888 Des('l!_’“f‘t')"m 83858 T | Ic L HWIN PDY PDX Geometry
8838 ¢ 8838
[- Sy -Ny-y-N - S -Wy-Ny-¥
IR 11-0.35IS0 |@ o IL 11-0.35IS0 035 | 635 11 020 08 03

11-0.41S0  |e @ 11-0.41S0 04 |63 11 023 08 04

11-0.45IS0 |@ o 11-0.451S0 045 | 635 11 026 08 04

11-051S0 |o o 11-0.51S0 |o /e 05 | 635 11 020 06 04

11-0.6iS0  |e @ 11-0.61S0 06 | 635 11 035 06 06

11-0.710 (oo 11-0.71S0 07 | 635 11 040 06 06

11-0.75IS0 |@ o 11-0.751S0 |o @ 075 | 635 11 043 06 06

11-0.8S0  |ee 11-0.81S0 |o 08 | 635 11 046 06 06

11-1.01S0 |e e 11-1.01S0 | 10 635 11 05 06 07

11-1.25IS0 |o @ o 11-1.25IS0 |eo 125 | 635 11 072 08 09

11-1.51S0 |o @@ 11-1.5150 |eee | 15 | 635 11 087 08 10

11-1.751S0 |o o 11-1.751S0 | 175 | 635 11 101 09 1.

11-2.01S0 |o ee 11-2.0150 |o /e 20 (635 11 115 09 11

11-25iS0 |e e 11-251S0 |o @ 25 | 635 11 144 08 11

16-0.35IS0 | e 16-0.35IS0 035 955 16 020 08 03 S

16-0.41S0 (e @ 16-0.41S0 04 (955 16 023 08 04 60
= 16-0.45IS0 | o 16-0.451S0 045 | 955 16 026 08 04
g 16-051S0 | @ 16-0.5IS0 05 9525 16 029 06 04 i
= 16-0.6I1S0  |e o 16-0.61S0 06 (955 16 035 06 06 1/ _Extemal

16-0.7I0 (e o 16-0.7IS0 07 (9525 16 040 06 06

16-0.75IS0 |@ o 16-0.751S0 | 075 | 955 16 043 06 06

16-0.81S0  |e @ 16-0.81S0 | 08 955 16 046 06 06

16-1.01S0 |e @ o 16-1.01S0 |e @ 10 (9525 16 058 06 07

16-1.25IS0 |o @ o 16-1.25IS0 | 125 9525 16 072 08 09

16-1.5IS0 |@ o o 16-1.51S0 |o @ 15 19525 16 087 08 10

16-1.75IS0 |o @ o 16-1.75IS0 | 175 9525 16 101 09 12

16-2.0150 |o @ e 16-2.01S0 |o @ 20 955 16 115 10 13

16-2.51S0 |e @@ 16-2.51S0 |o @ 25 |952%5 16 144 11 15

16-3.01S0 |e e e 16-3.01S0 |e @ 30 955 16 173 11 15

2235150 (e e e 223510 || 35 | 127 2 202 16 23

22-4.01S0 (e ee 22-401S0 |e|e 40 | 127 22 231 16 23

224510 (e ee 2245150 |e 45 | 127 22 260 16 24

25010 |eee 2250150 || 50 | 127 22 289 16 23

27-5510 (e @ 27-5.5150 55 |15875 27 317 16 23

27-6.0150 |e /@ 27-6.01S0 |e 60 |15875 27 346 18 25

2 Applicable holders page 38 ®:Stock item
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. Thread Turning solution for
Threading Inserts High Performance and Productivity

ISO metric(M chip breaker)

(mm)
.% De?;!‘il::tt)"’“ g % § % Des('l!_’:f‘t')"m % '§ g % 3 I L HMIN PDY PDX Geometry
£EEL EEEL
IRM 11-1.5ISO ° 15 635 11 085 08 10
16-1.01SO ° 1.0 9525 16 058 06 07
_ 16-1.251SO 1.25 9525 16 072 08 09 1/4P e
g 16-1.51SO ° 15 9525 16 085 08 1.0
£ 16-1.751SO 175 | 9525 16 101 09 1.2 b
16-2.01SO ° 20 9525 16 112 10 13 /8P External
16-2.5I1SO ° 25 9525 16 144 11 15
16-3.01SO ° 30 9525 16 169 11 15
2 Applicable holders page 38 ®: Stock item

ISO metric (U chip breaker)

(mm)
_ = b= = N = = =
-]
g Designation g8 g Designation 12328 1p IC L HMIN PDY PDX Geometry
= (Right) 0| @ & IO (Left) D @ &) 1O
SRR X
ooaa ooa
IRM 16-1.51SO-U 15 9525 16 085 08 1.0
16-2.0ISO-U 20 9525 16 112 1.0 1.3
1/4P  Internal
- e
[}
£
E o
1/8P External
2) Applicable holders page 38 ®:Stock item
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Thread Turning ‘ Threading Inserts
American UN(UN, UNC, UNF, UNEF, UNS)

(mm)
S === A ===
.§ Deff'g;‘:tt)")“ g g § % Des('l!_’:f‘t')"m g % § % Tl | IC L HMIN PDY PDX Geometry
e EEER
ER 11-72UN o EL 11-72UN 72 635 11 022 08 04

11-64UN o 11-64UN 64 | 635 11 024 08 04
11-56UN o 11-56UN 5% | 635 11 028 07 04
11-48UN o 11-48UN 8 | 635 11 032 06 06
11-44UN o 11-44UN 44 | 635 11 035 06 06
11-40UN  |o]e 11-40UN 0 |63 11 03 06 06
11-36UN o 11-36UN % |63 11 043 06 06
11-32UN  |e]e 11-32UN 32 |63 11 049 06 06
11-28UN o 11-28UN 28 |63 11 05 06 07
11-27UN o 11-27UN 27 |63 11 05 07 08
11-24UN  |o]e 11-24UN 24 |63 11 065 07 08
11-20UN  |o]e 11-20UN 20 |63 11 078 08 09
11-18UN  |e|® 11-18UN 18 |63 11 087 08 10
11-16UN  |o/® 11-16UN % |63 11 097 09 1.
11-14UN o 11-14UN 14 635 11 111 09 11
16-72UN e 16-72UN 72 955 16 022 08 04
16-64UN |e 16-64UN 64 | 9525 16 024 08 04 PDX
16-56UN  |e 16-56UN 5 |95 16 028 07 04 |
16-48UN | 16-48UN 48 9525 16 032 06 06 jlc (LF_ Moy

B 16-44UN e 16-44UN s 955 16 035 06 06 |, [

g 16-40UN |o|e 16-40UN |e 40 |955 16 039 06 06 ! il

g 16-36UN  |o|e 16-36UN % 9525 16 043 06 06 | 1| ic 1/6P_Extora
16-32UN  |o|® 16-32UN  |e 32 9525 16 049 06 06
16-28UN  |o|e® 16-28UN  |e 28 9525 16 05 06 07
16-27UN |o/® 16-27UN 27 955 16 058 07 08
16-24UN (o oo 16-24UN  |e 24 9525 16 065 07 08
16-20UN (o oo 16-20UN |e 20 955 16 078 08 09
16-18UN (o o/® 16-18UN (o @ 18 955 16 087 08 10
16-16UN (o o|® 16-16UN (o ® 16 955 16 097 09 1.
16-14UN (o o/® 16-14UN  |e 14 955 16 111 10 12
16-13UN |o/® 16-13UN  |e 13 955 16 120 10 13
16-12UN (o o/® 16-12UN  |e 12 955 16 130 11 14
16-11.5UN | 16-11.5UN 15 |95 16 135 11 15
16-11UN  |o/@ 16-11UN  |e 11 955 16 142 11 15
16-10UN (o oo 16-10UN |o/® 10 |955 16 15 11 15
16-9UN oo 16-9UN 9 955 16 173 12 17
16-8UN oo 16-8UN oo 8 |955 16 195 12 16
22-7UN . 22-7UN 7 127 2 222 16 23
22-6UN o 22-6UN 6 | 127 2 260 16 23
22-5UN oo 22-5UN 5 | 127 22 312 17 25
27-45UN e 27-4.5UN 45 |15875 27 346 19 27
27-4UN o 27-4UN 4 15875 27 389 21 30

2) Applicable holders page 37 ®: Stock item
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Threading Inserts

Thread Turning solution for @
High Performance and Productivity

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

()
g|  Designation E E E g  Designation 5 % E g T | Ic L HMIN PDY PDX Geometry
= (Right) BRR W (Left) BRQ W
[-Sy-Wy-Ny-N [~ Wy -y -Wy-W
IR 11-72UN IL 11-72UN 72|63 1 020 08 03

11-64UN 11-64UN 64 |63 11 023 08 04

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

11-480N  |e 11-48UN 8 |63 11 031 06 06

11-44UN 11-44UN # |63 11 033 06 06

11-400N | 11-40UN 0 |63 11 037 06 06

11-36UN 11-36UN % | 635 11 041 06 06

11-320N  |ee 11-320N 2 |63 11 046 06 06

11-280N | 11-28UN 28 |63 11 05 06 07

11-27UN  |e 11-27UN 27 |63 1 05 07 08

11-24UN  |o@ 11-240N  |e 24 |63 11 061 07 08

11-200N |e/e/e 11-200N  |e 20 |63 1 073 08 09

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

11-16UN  |e/e/e 11-16UN | 6 |63 11 092 09 1

11-140N | 11-14UN 14 635 11 105 09 11

11-12UN  |e/ee 111208 |e 2 63 1 12 08 11

111N |oe 1-11UN oo 163 11 133 08 11

16-72UN 16-72UN 72 955 1 020 08 03

16-64UN 16-64UN 64 955 16 023 08 04 Ea—

16-56UN 16-56UN 5 9525 16 026 07 04 =
_ 16-48UN | 16-48UN 48 |955 16 031 06 06 B
g 16-44UN 16-44UN 4 |9525 16 033 06 06
£ 16-40UN  |o 16-40UN 0 (9525 16 037 06 08 o

16-36UN 16-36UN % 955 16 041 06 06

16-32UN |e @ 16-32UN 2 955 16 051 06 06

16-28UN 16-28UN 28 955 16 052 06 07

16-27UN 16-27UN 27 955 16 054 07 08

16-24UN |o /@ 16-24UN  |o 24 955 16 061 07 08

16-20UN |o @ 16-20UN  |e 20 955 16 073 08 09

16-18UN  |o @ 16-18UN | 18 955 16 081 08 10

16-16UN  |o @ 16-16UN  |e 6 955 16 092 09 11

16-14UN  |o /e 16-14UN | 14 955 16 105 09 12

16-13UN | 16-13UN 13 955 16 113 10 13

16-12UN |o /oo 16-120N  |e 12 955 16 12 11 14

16-115UN |o @ 16-11.5UN 15 955 16 128 11 15

16-11UN (e /ee 16-11UN 1 |955 16 133 11 15

16-10UN  |o @ 16-10UN |o® 10 |955 16 147 11 15

16-9UN |o o 16-9UN 9 9525 16 163 12 17

16-8UN (e e® 16-8UN  |oe 8§ (9525 16 183 12 15

2-7UN e 22-7UN 7 127 2 209 16 23

2-6UN  |e 22-6UN  |e 6 | 127 2 244 16 23

22-5UN  |e 22-5UN 5 | 127 2 293 17 23

27-45UN  |e 27-4.5UN 45 15875 27 326 19 24

27-4N  |e 27-4UN 4 15875 27 367 21 27

2 Applicable holders page 38

@ Stock item
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Thread Turning ‘ Threading Inserts
Withworth (BSW, BSF, BSP, BSB)

(mm)
A === S = ==
g Defr'g;‘:tt)m“ g g § % Des('l’_’:f‘t')"m g % § % T | IC L HMIN PDY PDX Geometry
e EEER
ER 11-72W o EL 11-72W 72 |63 11 023 07 04
11-60W o 11-60W 60 | 635 11 027 07 04
11-56W o 11-56W 56 | 635 11 029 07 04
11-48W o 11-48W 48 | 635 11 03 06 06
11-40W o 11-40W 40 |63 11 041 06 06
11-36W o 11-36W % |63 11 045 06 06
11-32W o 11-32w 32 |63 11 051 06 06
11-28W |e @ 11-28W 28 | 635 11 058 06 07
11-26W o 11-26W % | 635 11 063 07 08
11-24W o 11-24W 24 |63 11 068 07 08
11-22W o 11-22w 2 |63 11 074 08 09
11-20W o 11-20W 20 |63 11 08 08 09
11-19W  |e@ 11-19W 19 1635 11 08 08 10
11-18W o 11-18W 8 635 11 09 08 10
11-16W o 11-16W % |63 11 102 09 1.
1114w |e 11-14W . 4 635 11 116 10 12
16-72W o 16-72W 72 19525 16 023 07 04
16-60W o 16-60W 60 |9525 16 027 07 04
16-56W o 16-56W 5 9525 16 020 07 04 PO
16-48W ° 16-48W 48 |9525 16 034 06 06 | V|
= 16-40W 0 16-40W 4 [958 16 041 06 06 N B, D
§ 16-36W |e @ 16-36W 39525 16 045 06 06| | /A W
16-32W  |e 16-32W 32 1955 16 051 06 06 / i N
16-30W o 16-30W 30 |95% 16 05 06 07 G AL —
16-28W (e @@ 16-28W 28 |955 16 058 06 07
16-26W (o ® 16-26W % |955 16 063 07 08
16-24W  |e @ 16-24W 24 |95 16 068 07 08
16-22W  |e @ 16-22W 22 |95%5 16 074 08 09
16-20W |e @ 16-200 | 20 |955 16 081 08 09
16-19W  |e/e|e 16-19W e 19 |955 16 08 08 1.0
16-18W (e @ 16-18W 18 1955 16 090 08 10
16-16W (o @ 16-16W 6 955 16 102 09 1.1
16-14W  |e o|o 16-14W  |e 4 1955 16 116 10 12
16-12W | @ 16-12W e 12 |9s55 16 13 11 14
16-11W  [e e|o 16-11W  |e 1 |955 16 148 11 15
16-10W  |e @ 16-10W 0 |95 16 163 11 15
16-9W oo 16-9W 9 |9s5 16 181 12 17
16-8W oo 16-8W 8 |955 16 203 12 15
22-7TW oo 22-TW 7 127 2 33 16 23
22-6W oo 22-6W . 6 | 127 2 271 16 23
22-5W oo 22-5W 5 127 22 325 17 24
27-45W |ee 27-45W 45 |15875 27 361 18 26
27-4W o 27-4W 4 [15875 27 407 20 29
2) Applicable holders page 37 ® : Stock item

24



. Thread Turning solution for
Threading Inserts High Performance and Productivity

Withworth(M chip breaker)

(mm)
q q = = = n q = = =
3 Designation S g Designation |2 299
= (Right 2858 (Lef) 2852 TPI IC L HMIN PDY PDX Geometry
0000 O 00O
[- Wy -Wy-Wy-W [~ Wy -Wy-Wy-
ERM 16-19W ° 19 9525 16 08 08 1.0
16-14W [ 14 9525 16 148 11 15 SRR g
= 16-11W ° 11 952 16 116 10 12 w
E
1 RO.137P
External
2 Applicable holders page 37 @ Stock item
Withworth (U chip breaker) -
[ Designation E55¢o Designation E55¢o
S " S35 HEEE TPI IC L HMIN PDY PDX Geometry
= (Right) 0| @ & IO (Left) D @ &) 1O
0000 0000
[- S -Wy -y [- Sy -Sy-y-N
ERM 16-14W-U 14 9525 16 116 10 1.2
16-11W-U 1 9525 16 148 11 15 SRR g
[}
[
5 T
g HIN
| RO.137P
External
2) Applicable holders page 37 ®:Stock item
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Thread Turning ‘ Threading Inserts
Withworth (BSW, BSF, BSP, BSB)

(mm)
S === A ===
.§ Deff'g;‘:tt)")“ g g § % Des('l!_’:f‘t')"m g % § % Tl | IC L HMIN PDY PDX Geometry
EEER EEER
IR 11-72W o IL 11-72w 72 |63 11 023 07 04

11-60W o 11-60W 60 | 635 11 027 07 04

11-56W o 11-56W 5% | 635 11 029 07 04

11-48W o 11-48W 8 |63 11 034 06 06

11-40W o 11-40W 0 |63 11 04 06 06

11-36W o 11-36W % |63 11 045 06 06

11-32W o 11-32w 2 |63 11 051 06 06

11-28W o 11-28W 28 | 635 11 058 06 07

11-26W  |o|e 11-26W % |63 11 06 07 08

11-24w o 11-24w 24 635 11 068 07 08

11-22w o 11-22w 22 |63 11 074 08 09

11-200  |e|e 11-20W 20 |63 11 081 08 09

11190 |e/ele 1119 |ele 19 |63 11 08 08 10

11-18W e 11-18W . 1B |63 11 09 08 10

11-16W  |e|e 11-16W . % |63 11 102 09 11

11-14W  |o]e 11140 |ele 14 |63 11 116 09 1.

11120 |e|e 11-12w . 12 |63 11 132 09 12

16-72W o 16-72W 72 1955 16 023 07 04

16-60W o 16-60W 60 955 16 027 07 04

16-56W o 16-56W 5 9525 16 020 07 04 .

16-48W o 16-48W 48 |95%5 16 034 06 06 SRR
i 16-40W . 16-40W 40 9525 16 041 06 06 %,
£ 16-36W . 16-36W 3 955 16 045 06 06 LofE

16-32W o 16-32W 32 |955 16 051 06 06 N o197

16-30W o 16-30W 30 955 16 055 06 07 —

16-28W  |e|e 16-28W 28 9525 16 05 06 07

16-26W  |o|® 16-26W % |955 16 063 07 08

16-24W  |o|e® 16-24W 24 |955 16 068 07 08

16-22W (e ® 16-22W 22 955 16 074 08 09

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

16-19W  |e|e 16-19W 19 |955 16 08 08 1.0

16-18W  |o|® 16-18W 18 955 16 090 08 1.0

16-16W  |o|e 16-16W 16 |955 16 102 09 1.1

16-14W (e 0/® 16-14W  |e 14 955 16 116 10 12

16-12W |e @ 16-12W 12 955 16 136 11 14

16-11W (e @@ 16-11W e 1 |o55 16 148 11 15

16-10W  |o|® 16-10W 10 |955 16 163 11 15

16-9W oo 16-9W 9 |95%5 16 181 12 17

16-8W oo 16-8W 8§ |955 16 203 12 15

22-TW . 22-7TW 7 127 2 332 16 23

22-6W oo 22-6W 6 | 127 2 271 16 23

22-5W oo 22-5W 5 | 127 22 325 17 24

27-45W  |e/e® 27-4.5W 45 |15875 27 361 18 26

27-4W oo 27-4W 4 15875 27 407 20 29
2) Applicable holders page 38 ®: Stock item
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. Thread Turning solution for
Threading Inserts High Performance and Productivity

Withworth(M chip breaker)

(mm)
S = == S = = =
g Designation §QR g Desgnaon 19828  1p IC L HMIN PDY PDX Geometry
= (Right) D ® &I (Left) D @ & IO
(R S B S
[- Wy -Wy-Wy-W [~ Wy -Wy-Wy-
IRM 16-14W 14 9525 16 116 1.0 12
16-11W ° 11 9525 16 148 141 15 PoX
= 55°
uE: = X
E /}/" HN
A :
4":’! = 137PE><tema|
2 Applicable holders page 38 ®: Stock item
Withworth (U chip breaker) -
[ Designation § § ,'§ o| Designation 5559
g _ 8858 8858 ™ IC L HMIN PDY PDX Geometry
= (Right) 0| @ & IO (Left) D @ &) 1O
(i R
oaaa oaaa
IRM 16-14W-U 14 9525 16 116 1.0 1.2
16-11W-U 1 9525 16 148 1.1 15
R0.137P  Internal
— AL
5 /
2 4
- R0.137P
External
2) Applicable holders page 38 @ : Stock item
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Thread Turning ‘ Threading Inserts
British Standard Pipe Thread (BSPT)

(mm)
S === N ===
g Defésil::t'f)m" g g E ﬂS,g Des('f::)"“’“ % g § % T | IC L HMIN PDY PDX Geometry
EEER EEER
ER 11-28BSPT EL 11-28BSPT 28 |63 11 058 06 06
11-19BSPT 11-19BSPT 19 |63 11 08 08 09
11-14BSPT 11-14BSPT 14 6.35 1 116 09 1.0
_ 16-28BSPT 16-28BSPT 28 9525 16 058 06 06 LT
E 16-19BSPT | o 16-19BSPT 19 955 16 086 08 09
5 16-14BSPT ° 16-14BSPT 14 9525 16 116 10 1.2
16-11BSPT e e 16-11BSPT 1 9525 16 148 11 15
IR 11-28BSPT IL 11-28BSPT 28 |63 11 058 06 06
11-19BSPT o 11-19BSPT 19 | 635 11 08 08 09 oox
11-14BSPT . 11-14BSPT 14 |63 11 116 09 10 P
a 16-28BSPT 16-28BSPT 28 9525 16 058 06 06 A RS
g 16-19BSPT | o 16-19BSPT 19 955 16 08 08 09 1.
= 16-14BSPT [ 16-14BSPT 14 9525 16 116 10 1.2
16-11BSPT ° 16-11BSPT 1| 955 16 148 11 15
2 Applicable holders page 37, 38 ®:Stock item

National Pipe Thread (NPT)

(mm)
. . = = = . . = = =
g De?;;?:::;m g § § t}8,; Des('f:fi‘)"““ § g § % T | IC L HMIN PDY PDX Geometry
EEEL EEEL
ER 11-27NPT EL 11-27NPT 27 |63 11 066 07 08

11-18NPT 11-18NPT 18 |63 11 101 08 10
11-14NPT 11-14NPT 14 635 11 133 08 10

_ 16-27NPT 16-27NPT 27 9525 16 066 07 08 80°| 30"~

g 16-18NPT 0 16-18NPT 18 955 16 101 08 10 il

= 16-14NPT oo 16-14NPT 14 955 16 133 09 12 | | NN || \/  \/
16-11.5NPT ° 16-11.5NPT M5 9525 16 164 11 15 47 termal
16-8NPT 16-8NPT 8 |95 16 242 13 18

IR 11-27NPT IL 11-27NPT 27 |63 11 08 07 08

11-18NPT ° 11-18NPT 18 | 635 11 101 08 10 pOX
11-14NPT oo 11-14NPT 14 |63 11 133 08 10 Por —
16-27NPT 16-27NPT 27 | 9525 16 066 07 08 il CalEy

E|  te-18wpT 16-18NPT 18 955 16 101 08 10 N, %

£ 16-14NPT oo 16-14NPT 14 955 16 133 09 12 | /AN | || N\
16-11.5NPT | o @ 16-11.5NPT 15 | 9525 16 164 11 15 2 External
16-8NPT ° 16-8NPT 8 |95 16 242 13 18

%) Applicable holders page 37, 38 ® : Stock item
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. Thread Turning solution for
Threadlng Inserts High Performance and Productivity

National Pipe Threads-Dryseal (NPTF)

(mm)
. q = = = . q = = =
g Defr'g;‘:;‘)"’" g g § % Des('l*_’:fi')"m g g § § TI | IC L HMIN PDY PDX Geometry
EEER EEER
ER 11-27NPTF EL 11-27NPTF 27 | 635 11 064 07 08
11-18NPTF 11-18NPTF 18 | 635 11 100 08 10
11-14NPTF 11-14NPTF 14 | 635 11 135 08 10

_ 16-27NPTF 16-27NPTF 27 | 9525 16 064 07 08 80°| 30 ~—13""%

g 16-18NPTF 16-18NPTF 18 9525 16 100 08 1.0 th'"

ﬁ 16-14NPTF 16-14NPTF 14 955 16 135 09 12| | NZK || \/ \
16-11.5NPTF 16-11.5NPTF 115 | 9525 16 163 11 15 "7 Eemal
16-8NPTF 16-8NPTF 8 |9525 16 238 13 18

IR 11-27NPTF IL 11-27NPTF 27 | 635 11 064 07 08
11-18NPTF 11-18NPTF 18 | 635 11 100 08 10
11-14NPTF 11-14NPTF 4 | 635 11 135 08 10
16-27NPTF 16-27NPTF 27 | 9525 16 064 07 08 30° 307 —~—ernal

E 16-18NPTF 16-18NPTF 18 9525 16 100 08 1.0 il

£ 16-14NPTF 16-14NPTF 14 955 16 135 09 12| S\ ||| \/ \
16-11.5NPTF 16-11.5NPTF 15 | 9525 16 163 11 15 External
16-8NPTF 16-8NPTF 8 9525 16 238 13 18

%) Applicable holders page 37, 38 ® : Stock item

Round DIN405 (RD)

()
N = = = N == =
g| ([Desonaton /@ 3Sg Desgnan  IFSRS M L HMIN PDY PDX Geomet
Pl R SSEE (en SE28 i
O 00O 000 O
(W -y -y [-Wy-Wy-Hy-W
ER 16-10RD EL 16-10RD 10 955 16 127 11 12
16-8RD 16-8RD 8 |9s5 16 159 14 13
16-6RD 16-6RD 6 955 16 212 15 17
_ 22-6RD 22-6RD 6 | 127 2 212 15 17 i
[+
£ 22-4RD 22-4RD 4 | 127 2 318 22 23 T\
NN
£ 27-4RD 27-4RD 4 |15875 27 318 22 23 i)
R0.22104P/ External
IR 16-10RD IL 16-10RD 10 955 16 127 11 12
16-8RD 16-8RD 8 |955 16 159 14 14 o
16-6RD . 16-6RD 6 955 16 212 14 15 ~ror
: 22-6RD 22-6RD 6 | 127 22 212 15 17 N A0S0 e
g 22-4RD 22-4RD 4 | 127 2 318 22 23 /@: L
E 27-4RD 27-4RD 4 15875 27 318 22 23 \\
\ R0.22104P/" External
IC
2) Applicable holders page 37, 38 o : Stock item
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Thread Turning ‘ Threading Inserts

Trapez DIN103(TR)

(mm)
S === N ===
.§ Defésil::t'f)m" g g E ﬂS,g Des('f::)"“’“ % g § % TP | IC L HMIN PDY PDX Geometry
b bt
ER 11-1.5TR EL 11-1.5TR 15 | 635 11 09 08 09
16-1.5TR 16-1.5TR 15 | 955 16 090 10 11
16-2.0TR o 16-2.0TR 20 955 16 125 11 13
_ 16-3.0TR oo 16-3.0TR 30 955 16 175 13 15 e
g 22-4.0TR oo 22-4.0TR 40 | 127 2 225 17 19 i3
= 22-5.0TR oo 22-5.0TR 50 | 127 22 275 21 25
27-6.0TR oo 27-6.0TR 60 15875 27 350 23 27 —
IR 11-1.5TR IL 11-15TR 15 | 635 11 09 08 09
16-1.5TR 16-1.5TR 15 | 955 16 090 10 14
16-2.0TR 16-2.0TR 20 9525 16 125 11 13 *r PDY
16-2.5TR 16-2.5TR 25 9525 16 153 12 14 a0+ Intomal
B 16-3.0TR . 16-3.0TR 30 | 955 16 175 13 15 i
£ 22-4.0TR . 22-4.0TR 40 | 127 2 225 17 19
22-5.0TR . 22-5.0TR 50 | 127 2 275 21 25 Extomal
27-6.0TR o 27-6.0TR 60 15875 27 350 23 27
2) Applicable holders page 37, 38 ® : Stock item
American ACME (ACME) o
N = = = A = = =
g De?;;?:::;m g § § Des('f:fi‘)"““ § g § % T | IC L HMIN PDY PDX Geometry
g2 EEER
ER 11-16ACME EL 11-16ACME % |63 11 092 10 11
16-16ACME 16-16ACME 16 |955 16 092 10 1.
16-14ACME 16-14ACME 14 | 955 16 103 10 12
16-12ACME 16-12ACME 12 955 16 119 11 12
_ 16-10ACME 16-10ACME 10 |955 16 152 13 14 o ema
g 16-8ACME 16-8ACME 8 |95 16 184 14 15 EX
g 16-6ACME 16-6ACME 6 | 955 16 237 17 19
22-6ACME . 22-6ACME 6 | 127 2 237 18 21 o
22-5ACME 22-5ACME 5 | 127 2 279 20 23
27-4ACME 27-AACME 4 |15875 27 343 24 27
IR 11-16ACME IL 11-16ACME % | 635 11 092 09 09
16-16ACME 16-16ACME 16 |955 16 092 10 1.
16-14ACME 16-14ACME 14 | 955 16 103 11 12 "oy
16-12ACME 16-12ACME 12 /9525 16 119 12 13 grp  licine]
E 16-10ACME 16-10ACME 10 |955 16 152 12 13 i
£ 16-8ACME 16-8ACME 8 |955 16 184 14 15
16-6ACME 16-6ACME 6 | 955 16 237 17 19 External
22-6ACME 22-6ACME 6 | 127 2 237 18 21
22-5ACME 22-5ACME 5 | 127 2 279 20 23
27-4ACME o 27-4ACME 4 |15875 27 343 23 26
2) Applicable holders page 37, 38 ®:Stock item



. Thread Turning solution for
Threading Inserts High Performance and Productivity

Stub ACME(STACME)

(mm)
S === S == =
g Defr'g;‘:t")m“ § g E u% Des('f:f‘t’)m“ % g E % Tl | IC L HMIN PDY PDX Geometry
EEER EEER
ER 11-16STACME EL 11-16STACME 16 | 635 11 060 10 10
16-16STACME 16-16STACME 16 |9525 16 060 10 10
16-14STACME 16-14STACME 14 955 16 067 11 1.1
16-12STACME 16-12STACME 12 9525 16 076 12 12
16-10STACME 16-10STACME 10 955 16 102 12 13 P m———
- 16-8STACME 16-8STACME 8 |95% 16 121 14 15
g 16-6STACME 16-6STACME 6 955 16 15 17 18 Al
3 22-6STACME 22-6STACME 6 | 127 2 15 17 18 .
22-5STACME 22-5STACME 5 | 127 2 178 21 23
27-4STACME 27-4STACME 4 (15875 27 216 23 24
27-3STACME 27-3STACME 3 (15875 27 279 29 29
IR 11-16STACME IL 11-16STACME 16 | 635 11 060 10 10
16-16STACME 16-16STACME 16 955 16 060 10 1.0
16-14STACME 16-14STACME 14 | 9525 16 067 11 1.1 o oy
16-12STACME 16-12STACME 12 955 16 076 11 12 r P
= 16-10STACME 16-10STACME 10 |9525 16 102 12 13 2 ﬁ
g 16-8STACME 16-8STACME 8 |955 16 121 14 15 Ny ¢ Al
£ 16-6STACME 16-6STACME 6 |95%5 16 152 17 18 \ Z
22-6STACME 22-6STACME 6 | 127 2 15 17 18| °© S
22-5STACME 22-5STACME 5 | 127 2 178 21 23
27-4STACME 27-4STACME 4 15875 27 216 23 24
27-3STACME 27-3STACME 3 (15875 27 279 29 29
2) Applicable holders page 37, 38 ® : Stock item
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Thread Turning ‘ Threading Inserts

UNJ (Unified Constant Thread)

(mm)
S === N ===
g Defgil::tt)m" g g § 38'% Des('f::)""’“ g g § % T | IC L HMIN PDY PDX Geometry
EEER EEER
ER 11-48UNJ EL 11-48UNJ 8 | 635 11 031 06 05

11-44UNJ 11-44UNJ 44 | 635 11 033 06 06
11-40UNJ 11-40UNJ 0 | 635 11 037 06 06
11-36UNJ 11-36UNJ % | 635 11 041 06 06
11-32UNJ 11-32UNJ 32 635 11 046 06 07
11-28UNJ 11-28UNJ 28 | 635 11 052 07 07
11-24UNJ 11-24UNJ 24 | 635 11 061 07 08
11-20UNJ 11-20UNJ 20 | 635 11 073 08 09
11-18UNJ 11-18UNJ 18 | 635 11 081 08 10
11-16UNJ 11-16UNJ 6 | 635 11 092 09 11
11-14UNJ 11-14UNJ 14 | 635 11 105 10 12
16-48UNJ 16-48UNJ 48 | 955 16 03t 06 05
16-44UNJ 16-44UNJ 44 955 16 033 06 06 POX
16-40UNJ 16-40UNJ 0 |95%5 16 037 06 06 |7
16-36UNJ 16-36UNJ % 9525 16 041 06 06 s i s

= 16-32UNJ 16-32UNJ 2 |9s25 16 046 06 07 | | Y/ b

E 16-28UNJ 16-28UNJ 28 9525 16 052 07 07 -/ E i > 7\

3 16-24UNJ 16-24UNJ 24 955 16 061 07 08 c o Extornal
16-20UNJ 16-20UNJ 20 955 16 073 08 09
16-18UNJ 16-18UNJ 18 | 955 16 081 08 10
16-16UNJ 16-16UNJ 16 | 955 16 092 09 1.
16-14UNJ 16-14UNJ 14 955 16 105 10 12
16-13UNJ 16-13UNJ 13 955 16 113 10 13
16-12UNJ 16-12UNJ 12 955 16 122 11 13
16-11UNJ 16-11UNJ 11 955 16 133 12 15
16-10UNJ 16-10UNJ 10 |955 16 147 12 15
16-9UNJ 16-9UNJ 9 955 16 163 13 17
16-8UNJ 16-8UNJ 8 955 16 183 12 16
22-7UNJ 22-7UNJ 7 127 2 209 17 23
22-6UNJ 22-6UNJ 6 | 127 22 244 17 23
22-5UNJ 22-5UNJ 5 | 127 2 293 18 25
27-4.5UNJ 27-4.5UNJ 45 |15875 27 326 20 27
27-4UNJ 27-4UNJ 4 15875 27 367 22 30

2) Applicable holders page 37 @ : Stock item
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. Thread Turning solution for
Threading Inserts High Performance and Productivity

UNJ (Unified Constant Thread)

(mm)
N = = S ==
g Defr'g;‘:;‘)'”“ g g § % Des('l‘_’::)‘““ g g § § TI | IC L HMIN PDY PDX Geometry
EEEL EREL
IR 11-48UNJ IL 11-48UNJ 48 |63 11 028 06 05
11-44UNJ 11-44UNJ 4 |63 11 030 06 06
11-40UNJ 11-40UNJ 40 |63 1 033 06 06
11-36UNJ 11-36UNJ 3% | 635 11 037 06 06
11-32UNJ 11-32UNJ 2 |63 11 042 06 07
11-28UNJ 11-28UNJ 28 | 635 11 047 07 07
11-24UNJ 11-24UNJ 24 | 635 11 055 07 08
11-20UNJ 11-20UNJ 20 | 635 11 066 08 09
11-18UNJ 11-18UNJ 18 | 635 11 074 08 10
11-16UNJ 11-16UNJ 6 | 635 11 083 09 11
11-14UNJ 11-14UNJ 14955 11 095 10 12
16-48UNJ 16-48UNJ 48 | 955 16 028 06 05
16-44UNJ 16-44UNJ 44 | 9525 16 030 06 06
16-40UNJ 16-40UNJ 40 |9525 16 033 06 06
16-36UNJ 16-36UNJ 3% |95 16 037 06 06 e 1o
- 16-32UNJ 16-32UNJ 32 | 9525 16 042 06 07 i
E, 16-28UNJ 16-28UNJ 28 | 9525 16 047 07 07
= 16-24UNJ 16-24UNJ 24 | 955 16 055 07 08 e e el
16-20UNJ 16-20UNJ 20 | 9525 16 066 08 09
16-18UNJ 16-18UNJ 18 | 955 16 074 08 1.0
16-16UNJ 16-16UNJ 16 | 9525 16 083 09 1.1
16-14UNJ 16-14UNJ 14 955 16 095 10 12
16-13UNJ 16-13UNJ 13 955 16 102 10 13
16-12UNJ 16-12UNJ 12 | 955 16 111 11 13
16-11UNJ 16-11UNJ 1955 16 120 12 15
16-10UNJ 16-10UNJ 10 | 9525 16 133 12 15
16-9UNJ 16-9UNJ 9 | 955 16 148 13 17
16-8UNJ 16-8UNJ 8 |95 16 166 12 16
22-7UNJ 22-7UNJ 7 127 22 190 17 23
22-6UNJ 22-6UNJ 6 127 22 221 17 23
22-5UNJ 22-5UNJ 5 127 22 266 18 25
27-4.5UNJ 27-4.5UNJ 45 (15875 27 295 20 27
27-4UNJ 27-4UNJ 4 15875 27 332 22 30
2) Applicable holders page 38 ®: Stock item
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Thread Turning ‘ Threading Inserts

American buttress (ABUT)

(mm)
S == = N == =
g Defrla?::tt)m g g E 58'% Des('f::)t"’" % g § % I | IC L HMIN PDY PDX Geometry
b bt
ER 11-20ABUT EL 11-20ABUT 20 | 635 11 084 10 14
11-16ABUT 11-16ABUT % |63 11 105 13 19
16-20ABUT 16-20ABUT 20 955 16 084 10 14

_ 16-16ABUT 16-16ABUT 16 | 955 16 105 13 19 OETE 7 e

g 16-12ABUT 16-12ABUT 12 955 16 140 14 20 "

g 16-10ABUT 16-10ABUT 10 |955 16 168 15 23 \ i \ /
22-8ABUT 22-8ABUT 8 12.7 2 210 20 32 0.16316P E—
22-6ABUT 22-6ABUT 6 | 127 22 280 22 35

IR 11-20ABUT IL 11-20ABUT 20 | 635 11 084 10 14
11-16ABUT 11-16ABUT % | 635 11 105 13 19 R
16-20ABUT 16-20ABUT 20 955 16 084 10 14 'Y e e

g 16-16ABUT 16-16ABUT 16 | 9525 16 105 13 19 =~ S\

£ 16-12ABUT 16-12ABUT 12 955 16 140 14 20 N/
16-10ABUT 16-10ABUT 10 |955 16 168 15 23 S / o | [
22-8ABUT 22-8ABUT 8 | 127 2 210 20 32
22-6ABUT 22-6ABUT 6 | 127 22 280 22 35

2 Applicable holders page 37, 38 ®:Stock item

British buttress (BBUT) -

S = == L = ==
g D"?I'a?;‘:t')’m § g E % Des('f::t‘)tw“ g g § % Tl | IC L HMIN PDY PDX Geometry
SRR EEER
ER 16-16BBUT EL 16-16BBUT 16 | 955 16 080 11 16
16-12BBUT 16-12BBUT 2 lems 16 107 14 21| o

_ 16-10BBUT 16-10BBUT 10 | 955 16 128 14 22 = EF 7 e

g 16-8BBUT 16-8BBUT 8 955 16 161 16 25 — S\

2 22-8BBUT 22-8BBUT 8 127 2 161 16 25| Iy [ \ i P /

% Lat External
IR 16-16BBUT IL 16-16BBUT 16 | 955 16 080 11 16
16-12BBUT 16-12BBUT 12 | 955 16 107 14 21 oo
16-10BBUT 16-10BBUT 10 955 16 128 14 22 -t 02T 7 e

[ 16-8BBUT 16-8BBUT 8 |955 16 161 16 25 ~ o\

£ 22-8BBUT 22-8BBUT 8 | 127 2 161 16 25 o v \ i \ /

IC 2P External
2) Applicable holders page 37, 38 ® : Stock item
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. Thread Turning solution for
Threadlng Inserts High Performance and Productivity

Metric buttress (SAGE)

(mm)

g| (Desonaon |85 Desgnaon B85S o L ww ey PO Geometry
Sl w2388 2 w2233
£ £
ER 16-2.0SAGE EL 16-2.0SAGE 20 | 9525 16 174 147 208
22-2.0SAGE 22-2.0SAGE 20 | 127 22 174 147 208 PDYWFPDX —
5 22-3.0SAGE | |o 22-3.0SAGE 30 | 127 22 260 179 260 = W
% 27-4.0SAGE 27-4.0SAGE 40 1575 21 355 198 820 || () 0
c 0.26384P External
IR 16-2.0SAGE | | IL 16-2.0SAGE 20 | 9525 16 150 152 22
22-3.0SAGE 22-3.0SAGE 30 | 127 22 225 166 29 o MR
= 27-4.0SAGE 27-4.0SAGE 40 15875 27 309 212 32 N W
S -
|c 0.26384P. S
2) Applicable holders page 37, 38 ® : Stock item
API i)
N = = = N == =
g Defr':i’;‘:;‘)m“ g3ES Des;f:;"“" Z2ES ™ K L HuN PO PIX Geometry
£ £
ER 22-4API382 EL 22-4API382 4 127 22 309 21 28
22-4API383 22-4API383 4 [127 22 308 21 28
22-4API502 22-4API502 4 127 22 375 20 29
22-4API503 22-4API503 4 127 22 374 20 29 X
22-5API403 22-5API1403 5 127 22 299 18 26 |™
= 22-6API551 22-6API551 6 | 127 22 141 26 20| | b/ e
§ 27-4API382 27-4API382 4 15875 27 309 21 28 || ([~
27-4API383 27-4API383 4 |15875 27 308 21 28 S/
27-4API502 27-4API502 4 [15875 27 375 21 3.1 c External
27-4API503 27-4API503 4 [15875 27 374 21 31
27-5AP1403 27-5AP1403 5 (15875 27 299 19 27
IR 22-4API382 IL 22-2API382 4 [ 127 22 309 21 28
22-4API383 22-4API383 4 127 22 308 21 28
22-4API502 22-4API502 4 127 22 375 21 31
22-4API503 22-4API503 4 127 22 374 20 29
= 22-5API403 | e 22-5API403 5 127 22 299 18 26 e
é 22-6API551 22-6API551 6 | 127 22 141 26 20
£ 27-4API382 27-4API382 4 15875 27 309 21 28 | A NI/ | | |\
27-4API383 27-4API383 4 [15875 27 308 21 28 Extorna
27-4API502 27-4API502 4 [15875 27 375 21 31
27-4API503 27-4API503 4 [15875 27 374 21 31
27-5API403 27-5AP1403 5 15875 27 299 19 27
2) Applicable holders page 37, 38 ®:Stock item
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Thread Turning ‘ Threading Inserts

API buttress casing(BUT)

(mm)
A = == A = ==
3 Designation 2288 Designation 28288
= (Right 2852 (Lef) 2852 TPI IC L HMIN PDY PDX Geometry
0000 0000
[~ Wy -y -y - [~ Wy -Wy-Wy -
ER 22-5BUT75 ° EL 22-5BUT75 5 127 22 155 31 19 POX
22-5BUT1 22-5BUT1 5 127 22 155 31 1.9 [PPY5T]
— % Internal
5 ,
] HiN
L — v
s /) oo
o S a
IC 99’ E External
IR 22-5BUT75 ° IL 22-5BUT75 5 127 22 155 28 19
22-5BUT1 22-5BUTH 5 | 127 22 15 28 19 a=arctg(IPF/24)
_ Internal
[x-}
gE_e HUN
= i T .
‘\?9:' 3 External
2) Applicable holders page 37, 38 o : Stock item
API round casing & Tubing (APIRD)
(mm)
g| Desonaon 388 Desonaon 388S ¢ L wwm oy Pox Geometry
= (Right) RR&B (Left) RR&B
0000 0000
(- -My-Wy- [~Wy -y -y
ER 16-10APIRD | |e EL 16-10APIRD 10 955 16 141 12 14 Pox
16-8APIRD ° 16-8APIRD 8 9525 16 181 13 15 |57
= *f 30°| 30 Internal
i
) . VA
& 7
IC
IR 16-10APIRD | |e IL 16-10APIRD 0 955 16 141 12 14 pOX
16-8APIRD ° 16-8APIRD 8 9525 16 181 13 15 [~y PoY
Int¢ |
g / \ :E avllaw nternal
£ O -
IC
2) Applicable holders page 37, 38 ®: Stock item
Extreme line casing(EL) o
3 Designation 5559 Designation 5550
D NN S D NN S
= (Right) 2852 (Lef) 2852 TPI IC L HMIN PDY PDX Geometry
0000 0000
(WY -Wy-Hy- [~y -Wy-Wy-
ER 22-6EL15 EL 22-6EL15 6 12.7 2 121 19 19
22-5EL125 22-5EL125 5 127 22 171 23 24 |
[:-]
c N
S
& w1\ N
90} \va External
IR 22-6EL15 IL 22-6EL15 6 | 127 2 139 18 19 PO
22-5EL125 22-5EL125 5 | 127 2 191 22 24 re [ roY a=arctg(IPF/24)
_ 4& o 6almemal
[:-]
g \ [T
: o
Hin g
IC 90:' \*a External

2) Applicable holders page 37, 38

36
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External Holders

Thread Turning solution for @
High Performance and Productivity

ER(L)H

(Screw on system) . :
LH
LF * R type holder
HF H
(mm)
. . Stock Insertscrew  Shim screw Shim RH Shim LH Wrench
Designation A IC H B LF WF HF LH m \@-/ \t?_’/ //@é
ER(L)H 08N-11 ° 6.35 8 8 136.4 1 8 175
10N-11 ° 6.35 10 10 70.0 1 10 17.5 ST1IN - - - TWO08P
12N-11 [ N 6.35 12 12 80.0 12 12 17.5
12N-16 ° 9.525 12 12 83.2 16 12 22 ST16N - - - TW10P
09-16 ® o | 0525 9.52 9.52 63.6 16 9.52 20.5
12-16 ® o | 0525 12 12 83.2 16 12 22
16-16 ® o | 0525 16 16 100.0 16 16 20.5
ST16 STA16 ATE16 ATI22 TW10P
20-16 ® | o | 0525 20 20 128.6 20 20 30
25-16 ® | o | 0525 25 25 153.6 25 25 30
32-16 ® | o | 0525 32 32 1736 32 32 30
25-22 o o 12.7 25 25 155.7 25 25 36
32-22 o o 12.7 32 32 175.7 32 32 36 ST22 STA22 ATE22 ATI22 TW20P
40-22 o o 12.7 40 40 205.7 40 40 36
25-27 ® o | 15875 25 25 151.6 32 25 35
32-27 ° 15.875 32 32 176.6 32 32 40
ST27 STA27 ATE27 ATI27 TW25L
40-27 ® | o | 15875 40 40 206.6 40 40 40
50-27 ° 15.875 50 50 256.6 50 50 40
-:;) Applicable inserts page 16~19, 22, 24~25, 29~32, 34~36 + Helix angle is 1.5 ° for all holders ~ « No shim needed for N type holder ®: Stock item
ER(L)H-C
(Clamp on system) - .
LF * R type holder
HF H
(mm)
. . Stock Shim screw Clamp Shim RH Shim LH Wrench
Designation S IC H B LF WF HF LH m) @ S/ N~ /@/
ER(L)H 20-16C ® o | 0525 20 20 128.6 20 20 30 TWi0P
25-16C ® | ® 9525 25 25 153.6 25 25 30 STA16 CTH16 ATE16 ATI16 TWi5P
32-16C ® | o | 0525 32 32 173.6 32 32 30
25-22C { ) 12.7 25 25 155.7 25 25 36
32-22C ° 12.7 32 32 175.7 32 32 36 STA22 CTH22 ATE22 ATI22 TW20P
40-22C ° 12.7 40 40 205.7 40 40 36
25-27C ® o | 15875 25 25 151.6 25 25 35
32-27C ° 15.875 32 32 176.6 32 32 40
STA27 CTH27 ATE27 ATI27 TW25L
40-27C ° 15.875 40 40 206.6 40 40 40
50-27C o 15.875 50 50 256.6 50 50 40

2) Applicable inserts page 16~19, 22, 24~25, 29~32, 34~36

+ Helix angle is 1.5 ° for all holders

« No shim needed for N type holder @ Stock item
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Thread Turning ‘ Internal Holders

I R (L) H DCON-MS ==
(Screw on system)
,,,,,,,,,,,,,,,,,,,,, L >
* R type holder
(mm)
. . Stock Insertscrew  Shim screw Shim RH Shim LH Wrench
Designation ST IC DMIN DCON-MS BD H LF  WF LUX @N m) \@-/ \t??/ //@?
IR(L)H  10DN-11 o o 6.35 13 10 100 95 100 7.3 -
10N-11 o o 6.35 13 20 10.0 180 180 7.3 25 ST1IN - - - TWo8P
13N-11 o o 6.35 16 20 13.0 180 180 8.9 32
13N-16 ® | o | 0525 17 20 127 180 180 103 32
16N-16 ® o | 0525 20 20 16.0 180 180 115 40 ST16N - - - TW10P
16DN-16 ® | o | 09525 20 16 160 152 150 113 32
20-16 ® | o | 0525 24 20 200 180 180 134 40
25-16 ® | o | 0525 29 32 250 290 250 163 60
25D-16 ® o | 09525 29 25 245 226 200 16.1 45 ST16 STA16 ATI6 ATE16 TW10P
32-16 ® o | 09525 36 32 320 290 250 196 60
40-16 ® | o | 0525 44 40 400 360 300 238 60
20N-22 o o 12.7 27 20 200 180 180 156 50 ST22N - - - TW20P
25-22 o o 12.7 32 32 250 290 250 174 60
25D-22 o o 12.7 32 25 246 226 200 172 45
ST22 STA22 ATI22 ATE22 TW20P
32-22 oo 12.7 39 32 320 290 250 215 60
40-22 o o 12.7 47 40 400 360 300 258 60
32-27 e o | 15875 40 32 320 290 250 224 60
40-27 ® o | 15875 48 40 400 360 300 264 60
ST27 STA27 ATI27 ATE27 TW25L
50-27 ® o | 15875 58 50 500 450 350 314 75
60-27 ® o | 15875 69 60 60.0 540 400 364 75

2 Applicable inserts page 16~19, 22, 24~25, 29~32, 34~36

« Helix angle is 1.5 © for all holders

« No shim needed for N type holder

« Processing smaller than DMIN uses NFTT or MSB @ : Stock item

IR(L)H-C

DCON-MS

(Clamp on system)
* R type holder
(mm)
Stock Shim screw Clamp Shim RH Shim LH Wrench
Designation IC DMIN DCON-MS BD H LF  WF LUX
¢ RIL @ & = =2 L
IR(L)H 20-16C ® o | 0525 24 20 200 180 180 134 50
25-16C ° 9.525 29 32 250 280 250 163 60
TW10P
25D-16C ° 9.525 29 25 246 226 200 16.1 45 STA16 CTH16 ATI6 ATE16 TW15P
32-16C (] 9.525 36 32 320 290 250 19.6 60
40-16C (] 9.525 44 40 400 360 300 238 60
25-22C ° 12.7 32 32 2560 290 250 174 60
25D-22C °o |0 12.7 32 25 246 226 200 172 45
STA22 CTH22 ATI22 ATE22 TW20P
32-22C (] 12.7 39 32 320 290 250 215 60
40-22C (] 12.7 47 40 400 360 300 258 60
32-27C ® o | 15875 40 32 320 290 250 224 60
40-27C ° 15.875 48 40 400 360 300 264 60
STA27 CTH27 ATI27 ATE27 TW25L
50-27C (] 15.875 58 50 50.0 450 350 314 75
60-27C ® o | 15875 69 60 60.5 540 400 364 75

2) Applicable inserts page 16~19, 22, 24~25, 29~32, 34~36
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« Helix angle is 1.5 ° for all holders @ Stock item



/\ For the safe metalcutting s

e Use safety supplies such as protective gloves to prevent e Properly manage the tool change phase because the e Prepare for fire prevention measures as the use of

possible injury while touching the edge of tools.

inordinately used tool can be easily broken under the non-water soluble cutting oil may cause fire.

e Use safety glasses or safety cover to hedge possible the excessive cutting load or severe wear, and it may e Use safety cover and other safety supplies because

dangers. Inappropriate usage or excessive cutting threat the operator's safety.

the spare parts or the tools can be pulled out due to

condition may lead tool's breakage or even the e Use safety cover because chips evacuated during centrifugal force while high speed machining.
fragment's scattering. cutting are hot and sharp and may cause burns and
e Clamp the workpiece tightly enough to prevent its cuts. To remove chips safely, stop machining, put on

movement while its machining.
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protective gloves, and use a hook or other tools.

KORLOY
Total Service

This application provides various
metal cutting information.
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