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@ ® mark: Standard stocked item * mark: Semi-standard stock (please confirm stock availability)
- ® mark: To be replaced with the new item featured on the same page O mark: Stock or planned stock (please confirm stock availability)
Stock Marklngs and Symb0|s A mark: To be replaced by a new product, made to order, or Blank: Made-to-order item
discontinued (please confirm stock availability) — mark: Not available F97
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/\' o _ Pipe Coupling 10 PIp ds 10 or Aerospa
% . . c a 0 oply PIpe quip
=
% Internal Thread | | [Internal Thread Internal Thread Internal Thread Internal Thread Internal Thread Internal Thread
A\ Y WAV VAV WAV WA
%v ‘ T T \'/ T ‘ ‘ " Pitl:}f” " Pi{c’r;m- ‘
External Thread| | | External Thread| || External Thread External Thread| | |External Thread | | | External Thread || [ External Thread| | [External Thread [ | [ External Thread
T 0 0 o H o H 0 0
YPe a0 Gemla-gurpose %Gene&mfgg;)emeﬂd 60 %’ggﬂ'c GOT#Q';':" o E;r:/l\lﬁhm?tﬂ 60° American NPT 5%:;@2;2[:?" 60° American NPTF|  UNJ 60°
smool- B | T | ar B NPT "N |
Pitch Thregzjr:/Inch Threads/Inch mm Threads/Inch | Threads/Inch | Threads/Inch | Threads/Inch | Threads/Inch | Threads/Inch
Wiper Edge No No Yes Yes Yes Yes Yes Yes Yes
36, 32, 28
0.50 t0 3.00 075,100, 125 52" 28 24194’ 20, 19 32, 28, 24
20, 18, 16 27,18, 14| 28,19 (27,18, 14
48 to 8 1.50,1.75, 2.00 18, 16, 14 20, 18, 16
250,300 14,13,1212 11. 10 11.5,8 | 14, 11 11.5 14.12. 10
SSTE type| 48108 WV O 10. 8 y 1l y 14y
-~ F102 ' 8
1.00t0 3.00 1,00,1.25,150124, 20, 18 08, 19
24 to 10 [1.75,2.00,2.50 16, 14, 12 - - ’ - -
14, 11
LTE type | 24108 300,350,400 8
- F112
1.00103.00 1,00, 1.25,150 24, 20, 18 28,10
24 to 10 [1.75,2.00,2.50 16, 14, 12 - - ’ - -
14, 11
STE type | 24108 3.00 8
- F113
0.80, 1.00, 1.25
0.80 to 3.00| 24 to 10 [1.50, 1.75,2.00 — - - 28, 19 — -
THE type 2.50
- F114
3.00t06.00{11 to 4.5 — — — - - - -
GME-TH type
- F111
0.20t0 1.50| 48 to 16 — — — — — - -
STH type
- F110
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Selection Guide

M Internal Threading

») D A ;
aners . - ~ pe Goupling Tor Ga pe 1hreads 10 -.. Or Aerospace §§
d v d . d v d e d d . d e .. .‘ . . v ‘n %
«
Internal Thread | | [Internal Thread Internal Thread Internal Thread i Internal Thread
/ //
Ao \ E
Pitch T Pitch T Pitch Pitch Pitch Pitch
T External Thread| | |External Thread | || External Thread| [ | External Thread| | [External Thread | | | External Thread| ||External Thread| | | External ThreaL External Thread
ype
60° General-purpose | 55° General-purpose Tread | 60° ISO Metric| 60° Unified |55° Parallel Thread [ 5o c 55° Taper Thread| o o o
Thread Wit Thread Thread | for PipeMhitwortn (20 AMerican NPT ™o, pine pgpr |60° American NPT UNJ 60
— VB v DR BB IE neT BB e BB nerr BB Un
Pitch Thre;?jr:/lnch Threads/Inch mm Threads/Inch | Threads/Inch | Threads/Inch | Threads/Inch | Threads/Inch | Threads/Inch
Wiper Edge No No Yes Yes Yes Yes Yes Yes Yes
0.50103.00 075,100, 1.25 5= 28 24 32,28, 24| 2
e ann1 20,18, 16| 28,24 |27, 18, 14 27,18,14|. . .. g
48 to 8 (1.50,1.75, 2.00 28, 19 20,18,16|| &
250,300 14, 13,12 20,19 | 11.5,8 11.5,8 14.12. 10| @
SSTl type| 48108 WUy O 10. 8 y 14,
- F102 ’
rrrrrrrrrrrrrrrrrrrrrrrrr —  [175,200,250 - -~ - - - -
2ot o I
040t01.00] — — - — — — - —
STHI type
- F116
0.80 to 2.50 — 1.50, 2.00 - - - - - - I
THI type
- F117 I
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B External Threading Tools

Structure .
Series Appearance | §|%|§|% Features Applicable
PP $12l3|8 Thread Symbol
3|o|a|&
> SSTE - Adopts a flat 3-cornered insert. Ground cutting edge flank produces ““
-_g » ° superior machined surface with sharp cutting edge. UNC/UNF|G/Rp/W
=) . )
Eﬁ . ftableI .chlp cofn.trol :rt\rou.f: use. ofa ZD molded chipbreaker.
== - Large lineup of inserts with a wiper edge
- F102 ge fnedp pereds NPTF| UNJ |
LTE/ - Range of lever lock holders with strong clamping force (25 to 32mm square) “ “
-on type holders (12 to 16mm square).
TE and screw-on typ UNC/UNF
S A B [ ] ® | M-Class flat-mounted 3-cornered insert is economical -
, - Range of cermet grades
- F112, F113 - Stable chip control with incorporated chipbreaker
THE - 3-cornered tangentially-mounted G-class insert with excellent sharpness “ “
° ° The 20mm and 25mm square shanks are the strong drawing pin type, G/Rp/W
and the 12mm and 16mm square shanks are the screw-on type.
- Range of cermet grades for inserts without a wiper edge
- F114
GME-TH - m | w
- 2-cornered insert adopted for large-pitch threading of 3 to 6mm
o ‘ [ ) - Range of 11 to 4.5 TPI tools for 55° apex angle
g \ ) - Strong clamping through use of clamp plate
'_’E - F111
STH - For small lathes 20mm square or less “ “
° - 2-cornered tangentially-mounted insert enables space-saving threading
< T3 - Can also be used for back-turn threading with bar feeder
- Can also be used for small-pitch (min. 0.2mm) threading
- F110
M Internal Threading Tools
Structure i .
Series Appearance AHEIE Features Mlnb'zore iplolls el
PP ilel{|e 8 | Thread Symbol
3|38 |8 (mm)
SSTI - Adopts a flat 3-cornered insert. Ground cutting edge flank ““
E ° produces superior machined surface with sharp cutting edge. 18 UNC/UNF | G/Rp/W
© - Stable chip control through use of a 3D molded chipbreaker. ° m
- Large lineup of inserts with a wiper edge
- F102 ¢ ¢ NPTF| UNJ |
STI M
J: - M-Class flat-mounted 3-cornered insert is economical UNC/UNF
E@; ) W_ [ ) - Stable chip control with incorporated chipbreaker. 020
- Range of cermet grades
- F115
STHI M
b - Applicable for small diameter (minimum @8mm), small
\ o pitch (0.4 - 1.0mm) threading o8
- - Perfect for small product machining
- F116
THI | M
—
K ' - G- - [ [ 218
| — [ J G-Class 3-cornered insert with good sharpness
- F117

Note: The minimum bore diameter is the diameter of the prepared hole.

“ : 60° ISO General-purpose Metric Thread

: 60° American NPT

F100

“ : 55° General-purpose Thread (Whitworth)
: 55° Taper Thread for Pipe BSPT

VLI - 60° Unified Thread
WLz 15 - 60° American NPTF

(U301 - 55° Parallel Thread for Pipe

m 1 60° UNJ




Basics of Threads

M Parts of a Screw

Included
Angle Thread Ridge ‘
Thread Root - i
. E— | — y *\__L Conical helix
ok 2 st 3 |
2T 85| — _1 8l 0
2 E T 5 B E / ********************** _i
. | & S = o s © =
5 g 2 g g o - 3
Bl = 0 £ == I I
Q. © S| O o [V}
j!’ﬁ ‘ | 77%: Io‘ /M Lead Angle (@) — -y
Pitch (P) | Length of one turn
_Lead (d)
External Thread Internal Thread Lead Angle
E?Er%g\tlgr (d) - Diameter of imaginary cylinder that passes through the thread at the point where the groove and ridge widths areequsl @ Lead Angle Calculation o : Lead Angle
Pitch  (P) : Distance between two ridges adjacent to each other I : Lead
Lead (l) : Distance the screw thread moves axially in one turn e = 'd - nde n : No. of Threads
(On a single threaded screw, the lead and pitch are identical.) M e P+ Pitch ,
Lead Angle (") = Angle made by the conical helix of the thread ridge at a pitch ciameter with a plane perpendicular to the axis d : Effective Screw Diameter
B Main Screw Types and Standard Thread Patterns
opicetins] Symbol Basic Profile fonleatons| Symbol Basic Profile opicetins)| Symbol Basic Profile fonleetons| Symbol Basic Profile
[} (0]
S o | Internal Thread
Internal Thread & | Internal Thread || Internal Thread o R0.137p Internal Thread o Internal Thread
o o a
g 1/4P 5 5 Re(PT) A m 1/4P
= 60° 5 = P 60°
. s 3 | £ |
2 / < g External Thread 3 m /
g K External Thread g R(PT) £ m
©
External Thread|| & External Thread |- & | (z:1:0) > Ext&ial Thread
(0]
§ Internal Thread § Internal Thread o 8. 5 8. Internal Thread
A w [FS A ve | |8 s
QO 8 B
Bl BSw | TE Eal NPT EAINPTF
(<] == o7 oF
Ml Bsp. 32 88 || 88 ||
é External Thread I'%J Exter:al Thread E: I-E External Thread g I'E External Thread

M Tool Holder and Insert Selection Guide (SSTE type / SSTI type)

External Threads (Normal Spindle Rotation)

Internal Threads (Normal Spindle Rotation)

External Threads (Reverse Spindle Rotation)

External Holder|
(SSTE type)
External Diameter Insert
(16ER type)

Shim
( YE3-3P/YE3-2P
YE3-1P/YE3/YE3-1N

Internal Holder
(SSTI type)

Internal Diameter Insert
(16IR type)

External Holder|
‘ (SSTE type)

External Diameter Insert
(16ER type)

Shim
( YE3-3P/YE3-2P
YE3-1P/YES/YE3-1N

Left-handed Threading | Right-handed Threading

External Holder
(SSTE type)

External Diameter Insert
(16ER type)

Shim

(vEs-2n/vEs-aN)

=

Internal Holder

(SSTI type)
Internal Diameter Insert
(16IR type)
“‘ﬂ//’/’l SIS, Shim

(vi3-2n/v13-3N)

External Holder|
(SSTE type)
External Diameter Insert
(16ER type)

e

Shim

(vE3-2n/vEs-aN)

B Threading Method and Insert Angle

Right-handed Threading

Lead Angle
shim Angle | @)

Negative Lead Angle
(@)

*

Standard Holder Inclination

Left-handed Threading

Shim Angle

Standard Holder Inclination

sjooL
Coneo [ [ |ee [ | oupeens [ oo [Jowneon | [T I gupeeiy
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VIDEO OF

CUTTING

B Features
@ High-precision inserts with wiper edge for threading,
supporting a wide range of applications from general
industrial machinery to pipes and aerospace devices
@ Stable chip control through use of a 3D molded chipbreaker.
@ Ground cutting edge flank for improved cutting edge sharpness,
resulting in high quality threads

Ground flanks around cutting edge

B Product Range

q Threading

Aoolications Tvoe & | External/ Pitch Insert Cat. No.
PP yp & | Internal Pitch (mm) TPI (Threads/Inch) Example:
= 148136[321282724 2011918161 4[13/12[113/11[10[8
External |75 30 48 to 8 16ER A60-CB
60° General-purpose Thread
o | Internal |73 3.0 4810 8 16IR A60-CB
2 . X
External 4810 8 16ER A55-CB
55° General-purpose Thread | —————F--------------------------
G | Industrial U Internal 4810 8 16IR A55-CB
eneral Industrial Use . .
60° 1ISO Metric Thread External | 075 10125 15 11520 2.6 30 | | ||| || ||| | [ ]| [ ]| |16ERO7SISO-CB
Internal | 475 1.0 1.25 1.5 1.75 2.0 2.5 3.0 16IR 0751SO-CB
" External 16ER 32UN-CB
60° Unified Thread | ——F-------------------------- -1- - |-
Internal 16IR 32UN-CB
_ 55° Parallel Thread External 16ER 36W-CB
€ | Pipe Coupling for | for Pipe/Whitworth Internal 16IR 28W-CB
£ Gas, Water External 16ER 27NPT-CB
xterna -
W | and Water Faucets 60° American NPT § __________________________ BN N .
Internal 16IR 27NPT-CB
55° Taper Thread for P|pe External 16ER 28BSPT-CB
Steam, Gas and BSPT Internal 16IR 28BSPT-CB
Water Supply Pipes ) External 16ER 27NPTF-CB
60° American NPTF | —————-------------------------- B REREE S ok & e R E R
Internal 16IR 27NPTF-CB
For Aerospace UNJ 60° External 16ER 32UNJ-CB
S Equipment Internal 16IR 32UNJ-CB
g lu8j3e[32i282724 2011918161 4[13]12[113]11]108
=

B Application Examples

@ Comparison of Cutting Force @ Machined Surface Comparison

Cleanly machined surface
with fewer blemishes

Sharp cutting edge

300 reduces cutting force.

280

260

240

Principal Force (N)

220 I:‘ At 1st pass

[] Atsth pass

200

SSTE type Competitor's Competitor's Competitor's

Product A Product B Product C

SSTE type Competitor's Product A

Work Material: S45C M30x1.5
Cutting Conditions: vc=150m/min Wet 8 Passes Thread infeed method: Radial infeed

Work Material: S45C M30x1.5
Cutting Conditions: vc=150m/min Wet 8 Passes Thread infeed method: Radial infeed
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SEC-Threading Tools

SSTE type/ SSTI type

4

External Turning

External Screw-on
Y <l o =2
SSTE| -~
External Threading £ @ o
7 LF The values for dimensions LF and LH below ;
LH are only for reference. S' @
The actual value is the value below minus the o a
PDY value for the corresponding insert on F104. ® =3
T T «Q
Holder Parts Dimensions (mm)
| Heont | wian E’;/ne;: Head ch;g;g CE;ZZQ Flat Head Screw  [Shim Screw|Flat Washer| Shim | Wrench
(&) Distance Height .
Cat. No. Q Fig S R @
® H | B | LF | LH | WF | HF Em & @ /Q s
=
SSTE R1616H16 ® 16 16 100 20.5 16 16 1 @
SSTE R2020K16 ® 20 20 125 30.0 20 20 1 |[BFTX0312N | 2.0 |BX0304" |[PW3 YE3 TRX10
SSTE R2525M16 ® 25 25 150 30.0 25 25 1
*1: Shim screw wrench is sold separately. Q
Egﬁ Internal Boring &
Internal ScreW-on
( SSTI \ 2 DN Win. Bore Dia. DGON FI93 v in, Bore Dia DCON 3
)
Q0
Internal Threading S
@
-15°
o
' - m
X
>} §
%@Li@ The values for dimension WF below are only for reference. Q:_J
t The actual value is the value below minus the PDY value for
PDX the corresponding insert on F105.
Holder Parts Dimensions (mm)
- T
| Dameter | Hegnt | O | e L LB Flat Head Screw |Shim Screw|Flat Washer| Shim | Wrench §
eng ia.
(&) Distance .
Cat. No. e} Fig S 0
= S D (Q) 4
1 pcoN H LF LH WF |DMIN? @ Q‘\\\ \1@,/ /&
SSTI R1812M16° @ 12 11.0 150 32.0 10.2 18 1 - - - =l
SSTI R2016M16° @ 16 | 150 | 150 | 635 | 9.2 | 20 |2|BFTX0308N) 20 g
SSTI R2420Q16 ® 20 18.0 180 19.0 13.5 24 |3 TRX10 g
SSTI R3125S16 ® 25 23.0 250 14.3 16.5 31 3 |BFTX0312N | 2.0 |BX0304" |PW3 YI3
SSTI R3732S16 ® 32 30.0 250 14.3 | 20.0 37 |3
*1: Shim screw wrench is sold separately. *2 The minimum bore diameter is the diameter of the prepared hole. *3 Left-hand threads are not available. =
©
Shim and Selection Criteria Holder Identification Code z
£ | Recommended External Turning Internal Boring } <
S |Lead Angle (f4] Cat. No. Stock Cat. No. Stock Brample S S T E R 25 25 M 1 6
g 45° YE3-3P o YI3-3P ° ﬁ H H
el 35 YE3-2P = Yis-2p = [ (1) Series Code ||[13) Feed Direction | (4 SheneigtiorkDia [ Stark Wt Dianetr] [ Overal LenghSymbal] [(7) Insert S (@]
E=] ) eries Code eed birection \ank reight/Work la. ank W jameter Jverall Lengtn oymool nse 1ze
E 2'50 YE3-1P . YI3-1P . l SST type ‘ Symbol‘FeedD\red\on Symbol (mm)| | Symbol [(mm)| |[Symbol| (mm) | %
=l 1.5 YE3+ ([ Y134 () R_|RightHand| [£ =] 16 | 16 | [Eg[ 16 [ 16| H [ 100 |[ 16 \ 9525
=| 0.5° YE3-1N () YI3-1N () ==[20]20] [5E[20 20| [ K | 125
E| .05° YE3-2N Y YI3-2N ) (2) External/Internal F2[25| 25| |5 25 |25|| M | 150
B o Symbol|Distincti T|18|18||gF| 12| 12| Q | 180
=| -1.5 YE3-3N [ J YI3-3N o £ EX‘:fn':T ég 20| 20 | |8 &[ 16 [16 || s | 250
*4 Standard shim supplied with holder. I |Internal EE 24 | 24 % 8[20 [ 20
$3(31[31||£5[25] 25
ﬁ;:45° 52:35“ 32:250 Sé 37 |37 | |E6) 32 | 32
For Internal: YI13-3P
T T ‘
= *4 Standard shim supplied with holder
30| |2 s
s T
N
E 20} |2
Nt [==)
L
o
10 .
"
0 10 20 30 40 50 60 70
Effective Diameter of Threading Hole (mm) Details of Shim Selectionie=F106 = (\-m Recommended Tightening Torque (N-m) F1 03




SEC-Threading Tools

SSTE type/ SST' type

4

External

SSTE type Guidelines for Depth of Cut and No. of Passes 1€ F108

Fig 1 Fig 2
381 Coated Carbide)
[m]
o JIOON— 3 e
3 :
£ i
= 29.525 ﬁg 29.525
3-re/ PDX 3-RE
60°/55° General-purpose Threads (WIthOUt Wiper Edge) Dimensions (mm) 60° American NPT (Wlth Wiper Edge) Dimensions (mm)
Thread 8 Pitch X Y Corr.ler Thread 8 Pitch ) X. } Y. Comer
> Rldge Cat. No. % Itc Direction |Direction| Radius ;’acsﬁ Flg Rldge Cat. No. (B Itc Direction|Direction| Radius Eacsﬁ Flg
§ Angle 2 | mm || PDX |PDY | RE Angle 2 | mm [Tt PDX | PDY | RE
o 16ER A60-CB @ |05-15(16-48| 0.8 | 0.6 |0.09 1 16ER 27NPT-CB [ ] — | 27 | 0.8 | 0.6 |0.06 2
= 60° | 16ER AG60-CB @® (05-30| 8-48/ 1.5 | 1.1 |0.10| 5 |1 16ER 18NPT-CB ® | — | 18 | 0.8 | 0.6 |0.06 2
16ER G60-CB @ [20-30] 8-14| 1.5 | 1.1 |0.20 1 60° | 16ER 14NPT-CB o — |14 115]1.0 008 5 |2
16ER A55-CB ® | — ([16-48) 0.8 | 0.5 |0.05 1 16ER 115NPT-CB | @ — [11.5] 1.5 | 1.0 |0.08 2
% 55° | 16ER AG55-CB ® | — [8-48/15|1.1/0.08] 5 |1 16ER 08NPT-CB [ ] — 8 |15 1.10.13 2
5 16ER G55-CB ® | — |s8-1415|1.1 |022 1
© 55° Taper Thread for Pipe/BSPT (With Wiper Edge)  bimensions (mm)
60° ISO Metric Thread (With Wiper Edge) Dimensions (mm) [ = T+ o
o Pitch . orer
= Thread 8 Pitch X v Corner Rldge Cat. No. f{r)) Direction | Direction| Radius Pcs/ Flg
£ . ) Ic Direction|Direction| Radius | PCS/ | . O Pack
T Ridge Cat. No. B Pack Fig| |Angle < | mm [Tesieh| PDX | PDY | RE
9 |Ange & | mm [ PDX | PDY | RE 16ER 28BSPT-CB| ® | — | 28 | 08|06 0.13| |2
= 16ER 0751SO-CB | @ (0.75| — | 0.5 | 1.0 |0.09 2 55° 16ER 19BSPT-CB| @ | — | 19 | 0.8 | 0.6 |0.18 5 2
16ER 100I1SO-CB | @ (1.00| — | 0.8 | 0.6 |0.14 2 16ER 14BSPT-CB | @ — | 14 15|13 ]0.25 2
_ 16ER 1251SO-CB | @ (1.25| — | 0.8 | 0.7 |0.15 2 16ER 11BSPT-CB | @ — | 11 [ 1.5] 1.0 |0.31 2
€ | 4o |16ER1501SO-CB | @ |1.50| — | 0.8 |0.7 (020 . |2
g 16ER 1751SO-CB | @ |1.75| — | 1.5| 1.0 |0.23 2| 60° American NPTF (With Wiper Edge) Dimensions (mm)
i 16ER 200 1SO-CB | ® [2.00| — | 1.5 | 1.1|0.26 2| ST T Toue
16ER 250 ISO'CB . 2.50| — 1.5 1.2 10.33 2 Rldge Cat. No f(?)) Pitch Direction | Direction| Radius Pcs/ Flg
16ER 300 1SO-CB | @ [3.00] — | 1.5 | 1.1 |0.41 2] oot 8 el PX PDY| RE P2
S 60° Unified Thread (With Wiper Edge) Dimensions (mm) 16ER 27NPTF-CB | @ | — | 27 | 0.8 | 0.6 |0.06 2
w 5 60° 16ER 18NPTF-CB | @ | — | 18 | 0.8 | 0.6 |0.06 5 2
Thread = T T S R i T 16ER 14NPTF-CB | @ | — | 14 | 1.5| 1.0 |0.13 2
Ridge Cat. No. 2 Pack|F 9 16ER 115NPTF-CB| @ | — |11.5| 1.5 | 1.0 |0.12 2
Angle & | mm [Tl PDX | PDY | RE
g 16ER 32UN-CB ® | — 32 |05(1.0/0.10 2 60° UNJ (Wlth Wiper Edge) Dimensions (mm)
g 16ER 28UN-CB ® | — | 28 |08)|0.7/|0.11 2 Thread ) . ; v loomer
= 16ER 24UN-CB o - 24 | 0.8 | 0.7 |0.13 2 Ridoe Cat. No 8 Pitch Direction| Direction| Radius | PCS/ Fi
16ER20UN-CB | ® | — | 20 | 0.8 | 0.7 |0.16 2| | gle - o = i oox | poy | RE P2k 9
16ER 18UN-CB | @ | — | 18 | 0.8 | 0.7 |0.18 2 9 o T [
o | 60° | 16ER16UN-CB | ® | — | 16 [ 0.8 | 0.8 |0.20| 5 |2 16ER 32UNJ-CB | ® | — | 32 | 0.5 | 1.0 |0.13 2
= 16ER14UN-CB | ® | — | 14 |15 |12 |0.23 2 16ER 28UNJ-CB | ® | — | 28 | 0.8 | 0.6 |0.15 2
3 16ER13UN-CB | ®@ | — | 13 | 15| 1.1 |0.26 2 16ER 24UNJ-CB | @ | — | 24 | 0.8 | 0.6 |0.18 2
2 16ER12UN-CB | ® | — | 12 | 15| 1.0 |0.27 5 16ER 20UNJ-CB | ® | — | 20 | 0.8 | 0.7 |0.21 2
16ER1OUN-CB | @ | — | 10 | 15| 12033 2 60° | 16GER18UNJ-CB| @ | — | 18 | 0.8 | 0.6 |0.23| 5 |2
16EROSUN-CB | @ | — | 8 | 15| 1.2 |0.42 2 16ER 16UNJ-CB | @ | — | 16 | 0.8 | 0.6 |0.25 2
= 16ER14UNJ-CB | @ | — | 14 | 15| 1.1 |0.29 2
@ 55° Parallel Thread for Pipe/Whitworth (With Wiper Edge)  pimensions (mm) 16ER 12UNJ-CB | @ | — | 12 | 1.5 | 1.1 /0.34 2
—— S 16ER 10UNJ-CB | @ | — | 10 | 1.5 | 1.1 |0.40 2
-rea = Pitch Dwe)c(t\on D\rszuon (R:Z;Tj; Pcs/|_.
Ridge el [N, 8 pack| 9 Insert Identification Code
Angle < | mm [Teaishe| PDX |PDY | RE
16ER 36W-CB ® | — |3 ]05][1.0]0.10 2| eame 6 E R 1 50 | SO - CB
16ER32W-CB | ® | — | 32 | 05 | 1.0 |0.11 2 - ==
16ER 28W-CB ® | — | 28/08|06/|0.12 2 \; \/ \—W J/
16ER 24W-CB [ ) — 24 | 0.8 | 0.6 [0.15 2 (1) Insert Size|||(3) Feed Direction (4) Pitch or TPI 5) Thread type (6) Chipbreaker|
16ER 20W-CB ® | — | 200806018 2 [rated e symbol\FgedDirection U%Methri:c:ritchxwo B Type Symbol|Description
16ER 19W-CB ® - | 19|08 !06l018 5 16 | 9.525 R |Right Hand ¥ ((1:150nly for115) ISS B"ﬁ.’;ﬁmz CB_|Win Cripbreaker
55° | 16ER 18W-CB ® | — |18 /08 |06|019| 5 |2 (2) External/Internal = | Exampl) 07 pich 0.76mm W | Whitworth
16ER 16W-CB [ ] — 16 0.8 | 0.6 |0.22 2 Symbol|Distinction| E 2.0120TP| § NPT | Aneican Tagr Treed fr Pips
16ER14W-CB | ® | — | 14 | 15| 1.0 0.25 2 E_|Extorna T i csta o] | o e
16ER12W-CB | ® | — | 12 | 15| 1.1 |0.20 2 e, o R TR M e
16ER11W-CB | ® | — | 11 | 15| 1.1 [0.32 2 S s [T 60 6o
16ER10W-CB | ® | — | 10 | 1.5 | 1.1 |0.35 2 =1 i awts || 2[5 [Somapmnte
16ER 08W-CB ® | — | 8 |[15]| 11043 2

For these inserts, only SSTE type holders can be used.
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SSTE type/ SSTI type

Fig 1

W

29

X \ 3-RE

.525

60°/55° General-purpose Threads (Without Wiper Edge)

Fig 2

Dimensions (mm)

SSTI type Guidelines for Depth of Cut and No. of Passes 1€ F109

PDY

.
PDX \ 3-RE

( Coated Carbide)

29.525

60° American NPT (With Wiper Edge)

Dimensions (mm)

Thread 2 . X Y | Corner Thread 2 . X Y | corner
Rldge Cat. No. § Pitch Direction |Direction| Radius PPCSﬁ Flg Rldge Cat. No. § Pitch Direction|Direction| Radius ll:::csé Flg
Angle Q | mm [ PDX | PDY| RE | o Angle Q [ mm [tesie| POX | PDY| RE | 2€
16IR A60-CB ® [05-15[16-48/ 0.8 | 0.5 [0.09 1 16IR27NPT-CB | ® | — | 27 | 0.8 | 0.6 |0.06 2
60° | 16IR AG60-CB ® [05-30| 8-48| 1.5 | 1.1 |0.10| 5 |1 16IR18NPT-CB | ® | — | 18 | 0.8 | 0.6 |0.06 2
16IR G60-CB ® [20-30| 8-14| 1.5 | 1.1 |0.18 1 60° | 16IR 14NPT-CB | @ | — | 14 | 15| 1.1 |0.08| 5 |2
16IR A55-CB ® | — |[16-48/ 0.8 | 0.5 [0.05 1 16IR 115NPT-CB | @ | — [11.5| 1.5 | 1.0 |0.08 2
55° | 16IR AG55-CB ® | — [8-4/15|1.1]008 5 |1 16IR0SNPT-CB | ® | — | 8 | 1.5|1.0(0.13 2
16IR G55-CB ® | — [8-1415|1.1]0.20 1
55° Taper Thread for Pipe/BSPT (With Wiper EAdge)  pimensions mm)
60° ISO Metric Thread (With Wiper Edge) Dimensions (mm) S
Iz = Pitch Di Xt’ Di Yt’ go;ner Pcs/
Thread 2 | Pt | X | v ol Ridge Cat. No. 3 B T B e
Ridge Cat. No. 3 precter|presten fedte ) D JFig| | Angle Q | mm [hessi| PDX | PDY | RE
A Q | mm [ PDX | PDY | RE 5= | 16IR28BSPT-CB | ® | — | 28 [ 0.8 |06 013] . |2
16IR 0751SO-CB | @ |0.75| — | 0.5 | 0.9 |0.04 2 16IR 19BSPT-CB| @ | — | 19 | 0.8 | 0.6 |0.18 2
16IR 100 ISO-CB | @ |1.00| — | 0.8 | 0.6 |0.06 2
16IR 1251SO-CB | @ |1.25| — | 0.8 | 0.6 |0.07 2| 60° American NPTF (With Wiper Edge) Dimensions (mm)
60° 16IR 150 ISO-CB | @ |1.50| — | 0.8 | 0.6 [0.09 5 2 Thread ) . » v Towmer
16IR 1751SO-CB | @ |1.75| — | 1.5 | 1.0 |0.10 2 ST Gt =] Pitch |5 eciion|Direstion| Radive | PCS/ -
16IR 200 ISO-CB | ® |2.00| — | 1.5| 1.1 [0.13 2| [ o 2 Pack| 9
16IR 250 ISO-CB | ® |2.50| — | 1.5 | 1.1 |0.15 o| |MN9€ < | mm |t PDX| PDY | RE
16IR 300 ISO-CB | ® [3.00| — | 15| 1.1 |0.19 2 16IR 27NPTF-CB | ® | — | 27 | 0.8 | 0.6 |0.06 2
16IR 18NPTF-CB ® | — | 18 (0.8 | 0.6 |0.08 2
60° Unified Thread (With Wiper Edge) Dimensions mmy | 60" | 16IR 14NPTF-CB | @ | — | 14 | 1.5/ 1.0 |0.13| 5 |2
— S Ny T oo 16IR115NPTFéCB : = 118.5 1.5 1(1) 8?2 g
Rldge Cat. No. % Pitch Direction | Direction| Radius Ppgsﬁ Flg 16IR 08NPTF-CB 5 . .
Angle S | mm |Meshd| PDX | PDY | RE 60° UNJ (With Wiper Edge) R
16IR 32UN-CB ® | — |32 (05|09 |0.04 2 Thread ) _ . v Toorer
16IR 28UN-CB L J - 28 | 0.8 | 0.6 [0.06 2 Ridge Cat. No 8 Pitch Direction| Direction| Radius | PCS/ Bl
16IR24UN-CB | ® | — | 24 | 0.8 | 0.7 |0.06 2 Angg|e - o § T POx DY | RE [PASK 9
16IR 20UN-CB ® | — | 20 (08|06 |0.08 2
16IR18UN-CB | @ | — | 18 | 0.8 | 0.6 |0.08 2 16IR 32UNJ-CB | ® | — | 32 | 0.5 | 0.9 |0.04 2
60° |16IR16UN-CB | @ | — | 16 | 0.8 | 0.7 |0.09| 5 |2 16IR 28UNJ-CB | ® | — | 28 | 0.8 | 0.6 |0.05 2
16IR14UN-CB | @ | — | 14 | 15| 1.1 (0.13 2 16IR 24UNJ-CB | ® | — | 24 | 0.8 | 0.6 |0.06 2
16IR13UN-CB | @ | — | 13 | 1.5 | 1.1 |0.11 2 16IR 20UNJ-CB | ® | — | 20 | 0.8 | 0.6 |0.06 2
16IR 12UN-CB ® | — | 121511013 2 60° | 16IR18UNJ-CB | ® | — | 18 | 0.8 | 0.6 |0.06| 5 |2
16IR 10UN-CB ® | — | 10]/15/|1.1 |0.15 2 16IR 16UNJ-CB | ®@ | — | 16 | 0.8 | 0.6 |0.09 2
16IR 0S8UN-CB ® | — | 8 15|11 /020 2 16IR 14UNJ-CB | @ | — | 14 | 1.5 | 1.1 |0.09 2
16IR12UNJ-CB | ® | — | 12 [ 15| 1.1 |0.11 2
55° Parallel Thread for Pipe/Whitworth (With Wiper Edge)  oimensions (mm) 16IR 10UNJ-CB | ® | — | 10 | 1.5] 1.1 ]0.15 2
Thread 2 . X Y Corner A H
Fidgs Cat. No. % PICh  |gexton orention| o E:iﬁ - Insert Identification Code
Angle < | mm |Trashet| PDX | PDY | RE Example: -
16IR 28W-CB ® | — | 28(08|06/|0.12 2 J/‘IJG jl R 150 ISO CB
. | 16IR 24W-CB ® | — | 24 (08|06 |0.14 2 \/ \/ \/
55 16|R 20W_CB . — 20 0.8 0.6 |0.18 5 2 (1)In‘sertSize (3) Feed Direction (4) Pitch or TPI (5) Thread type (6) Chipbreaker
16IR19W-CB | @ | — |10 |08 osjots| |2| RS PREE Ehasre v smel e et
g | (115 only for 11.5) UN | Unified Thread
(2) External/Internal z (Examp\e)%gimzas:;ﬁr’nﬂm ” W | Whitworth
'Symbol|Distinction| = 20: 20TPI © | NPT | i T Tread o e
E |External Symbol|  Pitch/TPI BSPT]| Taper Thread for Pipe
I | Internal u%'j’ A .T_’glchg‘::"o";fmm NPTF| Aneiea Teger Tz Pipe
i gepom| 0 St
[§ G T;:|C ;3(034. ™M1 Z 55 55° Generapurpose Thead

For these inserts, only SSTI type holders can be used.
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SEC-Threading Tools

SSTE type/ SST' type

B Shim Selection
If the pitch is large or thread diameter is small, the lead angle of
becomes larger and the effective relief angle of the leading edge
It is ideal to set the threading insert so that both right
angles are equal.

the thread
becomes smaller.
and left relief

=2 B4 = Lead Angle
52 Therefore, it is necessary to select an appropriate shim based on the (Ideal Setup)
22 thread pitch and effective diameter using the table below. B2: Shim Angle
= Lead Angle
B Shim Selection Procedure
(1) Choose from [Right-Hand Thread / Left-Hand Thread] in the table. PPN o Excerl: YE3-3P [N For External YE3-20 | PSRN For External. YES-1P)
(2) Locate the required threading "pitch" " TR -
. \ I [
g (3) Locate the cell with the required "Effective Diameter" range. -
8 (4) Confirm the part no. at the "Shim" row above the corresponding 20 F PR For Extema: YES|
o . . " . . , s N For Internal: Y13 |
"Effective Diameter" cell located previously. If the shim part no. is 1= - Supp“ ” Wm dor
different from the one currently in use, change to the correct one. E ol g
:‘E Example: When turning an M16x2.0 external right-hand thread, the pitch S |
3 diameter is 14.701mm. In the table below, locate [2.0Jmm under & o EETTAEET]
the "Pitch" column and then move along the row to the right to 1or T
> locate the required "Effective Diameter" range [11.4 - 17.4Jmm.
j= . .
5 As such, the correct shim should be [YE3-1P], shown in the ‘ ‘ : ‘ : .
g , \ \ 0 10 20 30 40 50 60 70
= corresponding cell under the "External” row below. Effective Diameter of Threading Hole (mm)
@ Pitch (mm)
S [Right-hand/Left-hand Thread For Right-hand Thread For Left-hand Thread
£ Lead Angle 4.5° 58 25° 1.5° 0.5° -0.5° -1.5°
w c External Turning YE3-3P YES3-2P YE3-1P YE3 YE3-1N YE3-2N YES3-3N
‘€ | Internal Boring YI3-3P YI3-2P YI3-1P YIS YI3-1N YI13-2N YI13-3N
? [Shim Angle (8%) 3° 2° 1° 0° -1° -2° -3°
Iy Pitch (mm) Effective Diameter (mm)
g 0.5 1.9- 2.2 22- 238 28- 43 43-11.4 >11.4 >11.4 11.4- 4.3
0.75 28- 33 3.3- 43 43- 65 6.5-17.1 >17.1 >17.1 171- 6.5
1.0 3.8- 43 43- 57 57- 87 8.7-22.8 >22.8 >22.8 22.8- 87
1.25 47- 5.4 54- 7.1 7.1-10.9 10.9 - 28.5 >28.5 >28.5 28.5-10.9
= 1.5 57- 6.5 6.5- 8.5 8.5-13.0 13.0 - 34.2 >34.2 >34.2 34.2-13.0
c 1.75 6.6- 7.6 7.6-10.0 10.0-15.2 15.2 - 39.9 >39.9 >39.9 39.9-15.2
& 2.0 76- 87 8.7-11.4 11.4-17.4 17.4 - 45.6 > 45.6 > 45.6 45.6 - 17.4
- 25 9.5-10.8 10.8 -14.2 14.2-21.7 21.7-57.0 >57.0 >57.0 57.0-21.7
3.0 11.4-13.0 13.0-17.1 17.1-26.0 26.0 - 68.4 > 68.4 > 68.4 68.4 - 26.0
o @ TPI (threads/inch)
‘§ Right-hand/Left-hand Thread For Right-hand Thread For Left-hand Thread
z Lead Angle 4.5° 85° 2.5° 1.5° 0.5° -0.5° -1.5°
c External Turning YE3-3P YE3-2P YE3-1P YE3 YE3-1N YE3-2N YE3-3N
€ | Internal Boring YI3-3P YI3-2P YI3-1P YIS YI3-1N YI3-2N YI3-3N
~ | @ [shim Angle (B)) 3° 2° 1° 0° -1° -2° -3°
8 TPI (Threads/Inch) Effective Diameter (mm)
32 3.0- 3.3 3.3- 46 46- 6.9 6.9 -18.0 >18.0 >18.0 18.0- 6.9
28 3.0- 3.8 3.8- 5.1 51- 7.9 7.9-20.8 >20.8 >20.8 20.8- 7.9
27 3.6- 4.1 41- 53 5.3- 8.1 8.1-21.3 >21.3 >21.3 21.3- 8.1
24 4.1- 46 46- 6.1 6.1- 9.1 9.1-24.4 >24.4 >24.4 24.4- 91
20 48- 5.6 56- 7.1 7.1-10.9 10.9 - 29.0 >29.0 >29.0 29.0-10.9
18 5.3- 6.1 6.1- 8.1 8.1-12.4 12.4-32.5 >325 >325 32.5-12.4
16 58- 6.9 6.9- 8.9 8.9-13.7 13.7-35.8 >35.8 >35.8 35.8-13.7
14 6.9- 7.9 7.9-10.2 10.2-15.7 15.7 - 41.1 >41.1 >41.1 41.1-157
13 7.4- 84 8.4-11.2 11.2-17.0 17.0 - 44.7 >44.7 >44.7 44.7 -17.0
12 8.1- 9.1 9.1-12.2 12.2-185 18.5 - 48.8 >48.8 >48.8 48.8 - 18.5
11.5 8.4- 97 9.7-12.4 12.4-19.3 19.3-50.3 >50.3 >50.3 50.3-19.3
11 89- 9.9 9.9-13.2 13.2 - 20.1 20.1-52.6 >52.6 >52.6 52.6 - 20.1
10 9.7-10.9 10.9-14.5 14.5 - 22.1 221-57.9 >57.9 >57.9 57.9 - 22.1
9 10.7 -12.2 12.2-16.0 16.0 - 24.4 24.4 -64.3 >64.3 >64.3 64.3 - 24.4
8 11.9-13.7 13.7 -18.0 18.0 - 27.7 27.7-72.4 >72.4 >72.4 72.4 -27.7

* SSTE type / SSTI type holders are shipped with shims for a lead angle of 87 = 1.5° (SSTE type: YE3, SSTI type: YI3).

Shims for lead angles of 87 =-1.5°, -0.5°, 0.5°, 2.5°, 3.5°, and 4.5° are sold separately.

* Shims are not needed for SSTI R1812M16 and SSTI R2016M16. (The holders are already provided with the standard holder inclination of 1.5°.)
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SSTE type/ SST' type

B Shim Replacement

Shim

SISEESEE

Remove the insert to Loosen the shim set screw

expose the shim. by one to two turns.

Tighten the shim set screw.

Remove the shim and
(Recommended Tightening
Torque 1.0 to 1.5N-m)

attach a different shim
that matches the lead.

B Wiper Edge

Without Wiper Edge

With Wiper Edge

Work Material

Insert (Without Wiper Edge)

Work Material

Insert (With Wiper Edge)

- Performs threading without machining thread ridges (the
machined surface from the previous process is left unworked.)

- Enables machining of threads with different pitch widths
with the same insert.

- Finishing of the internal (or external) diameter is required
before the threading process.

- Fine burrs are easily formed on edges of ridges.

- Enables turning of workpieces into shapes compliant with

thread standards.

- Only specific thread specifications and pitch can be

machined.

- In order to finish a thread with the wiper edge, a finishing

allowance of 0.1mm on each side is required.

- Edges of ridges can be rounded off.

B Infeed Method

The modified flank infeed is recommended for the SSTE type / SSTI type.
This infeed method, which features reduced chip curl diameters and stable chip control, can also decrease chipping on
trailing edges that often occurs in radial infeed machining. (1° is recommended for the modification angle.)

@ Impact of Infeed Method on Chip Shapes

|Work Material: SUS316, M30 x 1.5 Cutting Conditions: vc = 60m/min Wet, 8 Passes|

Modified Flank Infeed

Leading
Edge

Trailing
Edge

) Food Dircciion IS

Reduced curl diameters ensure smooth,
stable chip control (performance).

Radial Infeed Machining

@A i

VW

e X

Feed Direction : : w1
e . N

v

50mm

Large curl diameters cause unstable chip control.

sjooL
Coneo [ [ |ee [ | oupeens [ oo [Jowneon | [T I gupeeiy
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Guide to Depth of Cut and No. of Passes

SSTE type Guidelines for Depth of Cut

B External Metric Threads (Depth of cut per pass: mm)

Pitch (mm) 0.75 1.00 1.25 1.50 1.75 2.00 2.50 3.00
Overall Depth of Cut (mm) 0.48 0.64 0.80 0.92 1.10 1.26 1.57 1.87
=2 No. of Passes 4 5 7 8 10 12 14 16
gé 1 0.24 0.25 0.25 0.28 0.28 0.30 0.38 0.40
E" 2 0.12 0.15 0.15 0.15 0.15 0.16 0.19 0.22
3 0.07 0.11 0.12 0.12 0.12 0.13 0.15 0.15
4 0.05 0.08 0.09 0.10 0.10 0.10 0.10 0.13
5 0.05 0.08 0.09 0.10 0.09 0.10 0.12
6 0.06 0.07 0.09 0.09 0.09 0.10
> 7 0.05 0.06 0.08 0.08 0.09 0.10
-% 8 0.05 0.07 0.07 0.08 0.09
g 9 0.06 0.07 0.08 0.09
10 0.05 0.06 0.07 0.08
11 0.06 0.07 0.08
S 12 0.05 0.06 0.07
3 13 0.06 0.07
14 0.05 0.06
15 0.06
__g 16 0.05
;'3 B External Unified Threads (Depth of cut per pass: mm)
. Threads/Inch 32 28 24 20 18 16 14 13 12 11 10 9 8
Overall Depth of Cut mm)| 0.50 | 0.57 | 0.67 | 0.80 | 0.89 1.00 1.15 1.23 1.34 1.46 1.60 1.78 | 2.00
K] No. of Passes 4 4 5 7 8 10 11 12 12 14 14 16 16
::: 1 024 | 025 | 025 | 0.26 | 0.26 | 0.28 | 0.28 | 0.30 | 0.30 | 0.30 | 0.38 | 0.38 | 0.40
- 2 0.14 | 017 | 019 | 0.15 | 015 | 0.15 | 0.15 | 0.18 | 0.18 | 0.18 | 0.20 | 0.20 | 0.25
3 0.07 | 0.10 | 0.12 0.10 | 012 | 0.10 | 0.12 | 013 | 013 | 0.13 | 0.15 | 0.13 | 0.19
o 4 0.05 | 0.05 | 0.06 | 0.09 | 0.10 | 0.09 | 0.10 | 0.10 | 012 | 0.12 | 0.12 | 0.12 | 0.16
|§ 5 0.05 | 0.08 | 0.08 | 0.08 | 0.10 | 0.08 | 0.11 0.11 0.10 | 0.11 0.14
6 0.07 | 0.07 | 0.07 | 0.09 | 0.08 | 0.10 | 0.10 | 0.09 | 0.10 | 0.12
7 0.05 | 0.06 | 0.07 | 0.08 | 0.07 | 0.09 | 0.08 | 0.09 | 0.10 | 0.11
= 8 0.05 | 0.06 | 0.07 | 0.07 | 0.08 | 0.08 | 0.08 | 0.09 | 0.10
s 9 0.05 | 0.06 | 0.06 | 0.07 | 0.07 | 0.08 | 0.09 | 0.09
E 10 0.05 | 0.05 | 0.06 | 0.06 | 0.07 | 0.07 | 0.08 | 0.08
11 0.05 | 0.05 | 0.05 | 0.06 | 0.07 | 0.08 | 0.07
> 12 0.05 | 0.05 | 0.06 | 0.06 | 0.07 | 0.07
£ 13 0.05 | 0.06 | 0.07 | 0.06
§ 14 0.05 | 0.05 | 0.06 | 0.06
15 0.05 | 0.05
16 0.05 | 0.05
— | No. of passes and depths of cut in the table above are general guidelines only. Increase or decrease depending on conditions. However, the maximum depth of cut
8 should be kept to 0.5mm or less.

When using an insert with a wiper edge, add machining allowance to the total depth of cut.

B Recommended Cutting Conditions

: [ Alloy Steel 3 [ Grey Cast Iron . o
Work Material [z Carbon Steel . (M Stainless Steel RN e [3 Ductile Cast Iron| [ Titanium Alloy

Cutting Speed ve (m/min) 75to 150 75t0 135 60 to 120 90 to 180 7510 135 24 10 90
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SEC-Threading Tools SSTE/SSTI type

Guide to Depth of Cut and No. of Passes

SSTI type Guidelines for Depth of Cut

M Internal Metric Threads (Depth of cut per pass: mm)

Pitch (mm) 0.75 1.00 1.25 1.50 1.75 2.00 2.50 3.00
Overall Depth of Cut (mm) 0.49 0.58 0.74 0.89 1.04 1.18 1.47 1.76
No. of Passes 4 5 8 10 11 12 14 16 |
1 0.20 0.22 0.22 0.25 0.25 0.25 0.30 030 |g's
2 0.12 0.14 0.14 0.12 0.17 0.18 0.19 0.20 ag
3 0.12 0.10 0.09 0.08 0.10 0.12 0.15 0.17
4 0.05 0.07 0.07 0.08 0.08 0.10 0.12 0.14
5 0.05 0.06 0.07 0.08 0.09 0.10 0.12
6 0.06 0.07 0.07 0.08 0.09 0.11
7 0.05 0.06 0.07 0.07 0.08 0.10 o
8 0.05 0.06 0.06 0.07 0.08 0.10 g
9 0.05 0.06 0.06 0.07 0.08 =
10 0.05 0.05 0.06 0.07 0.08 =
11 0.05 0.05 0.06 0.07
12 0.05 0.06 0.07 o
13 0.05 0.06 o
14 0.05 0.06 -
15 0.05
16 0.05 3
(0]
M Internal Unified Threads (Depth of cut per pass: mm) §
Threads/Inch 32 28 24 20 18 16 14 13 12 11 10 9 8 €
Overall Depth of Cut mm)| 0.43 | 0.49 | 0.57 | 0.69 | 0.76 | 0.86 | 0.98 1.06 1.15 1.25 1.37 1.53 1.72
No. of Passes 4 4 5 7 8 10 11 12 12 14 14 16 16 g
1 020 | 0.20 | 0.20 | 0.22 | 0.22 | 0.22 | 025 | 0.25 | 0.27 | 0.27 | 0.27 | 0.30 | 0.30 %
2 0.10 | 0.16 | 0.16 | 0.12 | 013 | 0.13 | 0.15 | 0.15 | 0.16 | 0.16 | 0.18 | 0.18 | 0.22 =
3 0.08 | 0.08 | 0.09 | 009 | 0.10 | 0.08 | 0.10 | 0.10 | 012 | 0.12 | 0.16 | 0.16 | 0.18
4 0.05 | 0.05 | 0.07 | 0.08 | 0.08 | 0.08 | 0.08 | 0.08 | 0.10 | 0.10 | 0.12 | 0.1 0.15 -
5 0.05 | 0.07 | 0.07 | 0.07 | 0.07 | 0.08 | 0.09 | 0.08 | 0.10 | 0.09 | 0.12 §
6 0.06 | 0.06 | 0.07 | 0.0/ | 0.07 | 0.08 | 0.08 | 0.09 | 0.09 | 0.11
7 0.05 | 0.05 | 0.06 | 0.06 | 0.07 | 0.07 | 0.07 | 0.08 | 0.08 | 0.10
8 0.05 | 0.06 | 0.06 | 0.06 | 0.06 | 0.07 | 0.07 | 0.08 | 0.09 -
9 0.05 | 0.05 | 0.06 | 0.06 | 0.06 | 0.06 | 0.07 | 0.08 g
10 0.04 | 0.05 | 0.05 | 0.05 | 0.06 | 0.06 | 0.07 | 0.07 5
11 0.04 | 0.05 | 0.05 | 0.05 | 0.05 | 0.06 | 0.06
12 0.04 | 0.04 | 0.05 | 0.05 | 0.06 | 0.06 _
13 0.04 | 0.04 | 0.05 | 0.05 2
14 0.04 | 0.04 | 0.05 | 0.05 é_'
15 0.04 | 0.04
16 0.04 | 0.04
No. of passes and depths of cut in the table above are general guidelines only. Increase or decrease depending on conditions. However, the maximum depth of cut |~
should be kept to 0.5mm or less. g

When using an insert with a wiper edge, add machining allowance to the total depth of cut.

B Recommended Cutting Conditions

[ Alloy Steel [3 Grey Cast Iron
(up to 330HB) (up to 330HB)

Cutting Speed ve (m/min) 75to 150 75t0 135 60 to 120 90 to 180 7510135 24 10 90

Work Material [z Carbon Steel (M) Stainless Steel 3 Ductile Cast Iron| B Titanium Alloy
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External Turning

External Screw-on
T TR ™ Metric Thread
STH Fig 1 T Whitworth Thread
External Threadin @ . ?ﬁ
27 TITTTTTTT g i 1 Suml mdll
'-6% 7
8o | T LF
|'E T Maximum machining step = 6.5
e — .
s TIN@ \& x
AN
HBL &
Figure shows right-handed (R) tool.
Holder Parts Dimensions (mm)
Stock Height Width  |Overall Length C"'t:'e‘igg'ffge Step  |Bottom Offset Flat Head Screw Wrench
Applicable ) N
Cat. No. Fig D
RILL o B | LF | HF | HBH | HBL insert &
STH R/L0810 [ X J 8 10 120 8 4 15 1
STHR/L1010 |®@|® 10 10 | 120 | 10 2 15 1 | BFTX0410NTW
o STHR/L1212F @ |®| 12 12 85 12 — 15 1 RTOS
T | STHR/L1212 o e 12 12 120 12 — 15 |THR/L type 1 BETX0412NTW
¢ |STHR/L1616H |@|®| 16 16 100 16 — 15 1
F |STHR/L1616 (@@ 16 16 120 16 = 15 1
STH R/L2020 e 20 20 80 20 — 15 1 |BFTX0410NT  |LT25NT
Insert ( Coated Carbide) Dimensions (mm)
.. veral . orner include i . F 1
Cat. No. HOZEL Pitch E)engﬂl': height gadius Dire)c<1icn IA:1gd|ed Célégr;g Applicable Fig © xlg .
RIL| mm [Teedsict| L |W1| RE |PDX|PNA [stae| % | *| <= | 21 ‘;ﬁ%{ <
TH R/L6002075A |@|®@[020t0075| — [20] 8 | — [0.40] 60 | (A) i ) Flat Shape (3) Radius
TH R/L6002075B |® @ | 02010075| — |20| 8 | — |0.40| 60 | (A)
TH R/L6005125A | @ |®| 05000125| — |20 | 8 | 0.05|0.80] 60 | (B)
TH R/L6005125B |® | @ | 05000125| — |20 | 8 | 0.050.80 60 | (B) f;/;': 03 e T
TH R/L601015N |@ @|1.00t015| — |20| 8 |0.10(1.25/ 60 | (B) ‘
TH R/L550515A |@ @ |0529t0158/48to 16/ 20 | 8 | 0.05|0.80| 55 | (B)
TH R/L550515B |@ @ |0529t0158|48to 16/ 20 | 8 | 0.05|0.80| 55 | (B) Figure shows right-handed (R) tool.

Holder/Insert Combinations

Recommended Cutting Conditions 1€~ A24

Feed Direction| Right-handed Left-handed
(Cutting Edge Postton Guide Bush Side Back Turning Side Guide Bush Side Back Turning Side
Guide Bush
Turnin
g __am _ =
Condition
T I T
Holders STH R (Right-Hand) STH R (Right-Hand) STH L (Left-Hand) STH L (Left-Hand)
Insert TH R--A THR-B TH LB TH LA
Often used in common tooling for workpieces | Often used when a thread is at the middle | With a left hand holder used, a sufficient cutting distance can be kept since the cutting
that have a thread at their top end. In this type | of the workpiece or at the rear. edge position is separate from the guide bush.
Features | of tooling, the necking width indicated with the | In this type of tooling, the necking width indicated
arrow can be reduced since the cutting edge | with the arrow can be reduced since the cutting For the left-hand holder, the selection of A type and B type is the reverse of the right-hand holder.
point is placed closer to the guide bush side. | edge point is placed closer to the back turning side. | (B indicates the guide bush side while A indicates the back turning side.)
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SEC-Threading Tools
G ME-TH series

—’/QW Clamp-on
for Large External Pitch

External

PNT ™ Metric Thread
G M E-TH Fig 1 T Whitworth Thread
External Threading < ‘ @
TTTITITTT ; d 5!
} LF =y 3
| 36 % =3
O 3
- —— Lf] . 5 n
Figure shows right-handed (R) tool.
Holder Parts Dimensions (mm)
tock ) . | Plat rt Wi h
Stocl ot it overal Length cu;ggniige cm:.;?gﬁsge Clamp Plate| Support |Cap Screw renc
Cat. No. Fig
RIL S
H B LF WF HF Q
GME R/L2525TH 25 25 144.7 29.3 25 1 BX0414 LHO30
GME R/L2525THL 25 25 1500 | 29.3 25 |1|GTCRL |GTRL |forSuppor) (For Supporl
GME R/L3232TH 32 32 170.0 36.3 32 1 (For Clamp Plate) | (For Clamp Plate)
_|
Inserts ([ ]Cemented Carbide) Dimensions (mm) | =
QO
L A . rner o
Cat. No. S § § Pitch Thread Ridge ggd?ues Flg Fig 1 o RE g
» O mm Threads/Inch PNA RE Qi <z(1 T
MTG 40 3to4 — 60 0.3 1 Oy o I =5 I
MTG 50 5 - 60 04 |1 56 ?
MTG 60 6 — 60 0.5 1 <25 N
MWG 40 = 1110 9.0 55) 0.3 1 N
MWG 50 — 810 6.0 55 04 |1 ®©
MWG 60 = 5t04.5 55) 0.6 1

Recommended Cutting Conditions

Work Material ([ Carbon Steel| [z Alloy Steel (M) Stainless Steel
Cutting Speed ve (m/min)| 70 to 120 70to 100 70 to 100

- - - - Herd

Note: The values in red have been changed from those in the 2021-2022 General Catalogue.
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SEC-Threading Tools

SEC-External Threading Tool Holders LTE series

4

External

External Turning

Screw-on / Lever Lock

e ™ Metric Thread
LTE Fig 1 [ Whitworth Thread
. TR Unified Thread
> External Threading L (g @ [T Taper Thread for Pipe
52 o
©
28 o LA LF
h —
o ‘ T
Holder Parts Dimensions (mm)
g x o wen  |ecemess CustlisrlgnEcdege Cut:r;ig; Etdge Head Lever Pin Bo Shim  (Shim Retainer Wrench
3 Cat. No. ke Fig <
5 A B LF WF HF LH @ &/ @ (
LTE R2020 ® 20 20 125 25 20 25 1
_ LTE R2525 ° o5 o5 150 32 25 o5 1 LCL3S |LCS3TE [LSTE31-0|LSP3 LHO025
© LTE R2525M22 [ ] 25 25 150 32 25 28 1
S |LTE R3232P22 o 3 32 | 170 | 40 32 og | 1|-CLAS |LCS4 |LSTE420|LSP4  |LHO30
Refer to F119 for shim selection.
o Fig 1
2 (TME300R only)
o PDX
8
i=
. Ic
K] [vT7 ]| jvessor,
5 . (TME4OOR )
5 '03.81 0476 Close-up of Close-up of
Cutting Edge Cutting Edge
Inserts ( Cermet) Dimensions (mm)
@ Reference Pitch é S| Fede | orention | prection | oree | ™ekess| Wiper | Applicable |
8 R i [, Cat. No o2 Edge Holder Fig
& T mm |Threads/Inch| = (| RE | PDX | PDY | IC S
TME 100R 16ER100ISO-TE | 1.00 — ® e 0.11 0.8 | 1.2 | 9.525| 3.65 Yes 1
TME 125R 16ER125ISO-TE | 1.25 — ® ® 015 | 08 | 1.2 |9.525| 3.65 | Yes 1
5 TME 150R 16ER150ISO-TE | 1.50 — ® @® 0.19 1.0 | 1.2 | 9.525| 3.65 Yes LTE R2020 1
c TME 175R 16ER175ISO-TE | 1.75 — @ @® 022 | 1.2 1.2 | 9.525| 3.65 Yes LTE R2525 1
*g 60° TME 200R 16ER200ISO-TE | 2.00 — ® @® 026 | 1.4 | 1.2 | 9.525| 3.65 Yes 1
— | |Metric TME 250R 16ER250ISO-TE | 2.50 — ® @® 033 | 1.4 | 1.2 | 9.525| 3.65 Yes 1
Thread TME 300R 16ER300ISO-TE | 3.00 — ® @® 040 | 1.8 | 1.2 | 9.525| 3.65 Yes 1
TME 350R 22ER350ISO-TE | 3.50 — ® @® 047 | 25 1.7 [12.70 | 4.60 Yes |LTE R2525M22 | 1
E’ TME 400R 22ER400ISO-TE | 4.00 — [ ) 054 | 25 1.7 [12.70 | 4.60 Yes |LTER3232P22 | 1
§ TME 1020R 16ER102060-TE [1.00t02.00[24to 12| @ |@| 0.11 1.1 1.2 | 9.525| 3.65 No 1
z TME 1530R 16ER153060-TE [1.50t03.00 16to 8 (@ |@| 0.19 | 1.6 | 1.0 | 9.525| 3.65 No 11
55° TWE 1410R 16ER141055-TE — 14t010| @ 0.21 1.4 | 1.2 | 9.525| 3.65 No 1
Whitworth Thread | TWE 2416R 16ER241655-TE — 24t016|@ 0.1 1.1 1.2 | 9.525| 3.65 No 11
TUE 24R 16ER24UN-TE = 24 [ ) 0.12 | 0.8 | 1.2 | 9.525| 3.65 Yes 1
E TUE 20R 16ER20UN-TE — 20 0.15 | 0.8 | 1.2 | 9.525| 3.65 Yes 1
O 160° TUE 18R 16ER18UN-TE — 18 0.17 | 1.0 | 1.2 | 9.525| 3.65 Yes LTE R2020 1
Unified TUE 16R 16ER16UN-TE — 16 0.20 | 1.2 1.2 | 9.525| 3.65 Yes LTE R2525 1
Thread TUE 14R 16ER14UN-TE — 14 023 | 1.2 1.2 | 9.525| 3.65 Yes 1
TUE 12R 16ER12UN-TE — 12 028 | 1.4 | 1.2 | 9.525| 3.65 Yes 1
TUE 08R 16ERO8UN-TE — 8 043 | 1.8 | 1.2 | 9.525| 3.65 Yes |1
55° TPE 28R 16ER28BSPT-TE — 28 0.09 | 0.9 | 0.7 | 9.525| 3.65 Yes 1
Taper TPE 19R 16ER19BSPT-TE = 19 [ ) 0.15 | 0.9 | 0.7 | 9.525| 3.65 Yes 1
Thread for | TPE 14R 16ER14BSPT-TE — 14 [ ) 0.22 1.6 | 1.2 | 9.525| 3.65 Yes 1
Pipe TPE 11R 16ER11BSPT-TE = 11 [ ) 029 | 1.6 | 1.2 | 9.525| 3.65 Yes 1

For these inserts, only LTE/STE type holders can be used.
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SEC-Threading Tools

SEC-External Threading Tool Holders STE ‘series

4

External

External Turning
Screw-on / Lever Lock

e —— Fig 1 T Metric Thread
ST E [ Whitworth Thread
- o (g © TR Unified Thread
Externfi!”'ll'”hlreadlng = [T Taper Thread for Pipe -
22 o
o9
LF =
=
-10° <
E T
Holder Parts Dimensions (mm)
. po—" Width — Cu[;tiisntgnlzcdege Cut:;gg Efge Flat Head Screw | Wrench g)
Cat. No. § Fig i \\\\\\\ 2_
» H B LF WF HF Q) ) 2
STE R1212 o 12 12 100 16 12 1
STE R1616 ° 16 16 100 20 16 1|BFTX03508 | 2.0 |TRX10
o
Fig 1 =
(TME3O00R only)
F:QX
5'
IC 3
§ * 2
=)
2 TMES50R, @
! 4 (TME400R )
*23.81 04.76 Close-up of Close-up of
Cutting Edge Cutting Edge m
Inserts ( Cermet) Dimensions (mm) %
Reference Pitch § S| fede | orention | prection | oree | ™ekess| Wiper | Applicable |
Type Ceislioh Cat. No 0|2 Edge Holder |9
T mm |Threads/Inch| = [—| RE | PDX | PDY | IC S
TME 100R 16ER100ISO-TE | 1.00 — ® e 0.11 0.8 | 1.2 |9.525| 3.65 Yes 1 e
TME 125R 16ER125ISO-TE | 1.25 — ® ® 0.15 | 0.8 | 1.2 |9.525| 3.65 Yes 1 3
TME 150R 16ER150ISO-TE | 1.50 — ® ® 019 | 1.0 | 1.2 |9.525| 3.65 Yes 1
60° TME 175R 16ER175ISO-TE | 1.75 — ® @® 022 | 1.2 1.2 [9.525| 3.65 Yes 1
Metric TME 200R 16ER200ISO-TE | 2.00 — ® ® 02 | 1.4 | 1.2 |9.525| 3.65 Yes 1
Thread TME 250R 16ER250ISO-TE | 2.50 — ® @® 033 | 1.4 | 1.2 |9.525| 3.65 Yes 1 =
TME 300R 16ER300ISO-TE | 3.00 — ® ® 040 | 1.8 | 1.2 |9.525| 3.65 Yes 1 g
TME 1020R 16ER102060-TE [1.00t02.00({24t0 12| @ |@| 0.11 1.1 1.2 |19.525| 3.65 No 1 o
TME 1530R 16ER153060-TE [1.50t03.00 16to 8 (@ |@| 0.19 | 1.6 | 1.0 |9.525| 3.65 No |1
55° TWE 1410R 16ER141055-TE = 14t010| @ 0.21 1.4 | 1.2 |9.525| 3.65 No 1
Whitworth Thread | TWE 2416R 16ER241655-TE — 241016 | @ 0.11 1.1 1.2 19.525| 3.65 No |STER1212 |1|| =
TUE 24R 16ER24UN-TE — 24 [ ) 0.12 | 0.8 | 1.2 |9.525| 3.65 Yes |[STER1616 |1 2
TUE 20R 16ER20UN-TE — 20 0.15 | 0.8 | 1.2 |9.525]| 3.65 Yes 1 %_
60° TUE 18R 16ER18UN-TE = 18 017 | 1.0 | 1.2 |9.525]| 3.65 Yes 1 <
Unified TUE 16R 16ER16UN-TE — 16 [ ) 020 | 1.2 1.2 |9.525| 3.65 Yes 1
Thread TUE 14R 16ER14UN-TE — 14 |@ 023 | 1.2 | 1.2 |9.525| 3.65 | Yes 1
TUE 12R 16ER12UN-TE — 12 [ ] 028 | 1.4 | 1.2 |9.525]| 3.65 Yes 1 o
TUE 08R 16ERO8UN-TE = 8 043 | 1.8 | 1.2 |9.525]| 3.65 Yes |1 %
55° TPE 28R 16ER28BSPT-TE — 28 0.09 | 0.9 | 0.7 |9.525]| 3.65 Yes 1
Taper TPE 19R 16ER19BSPT-TE = 19 [ ) 0.15 | 0.9 | 0.7 |9.525]| 3.65 Yes 1
Thread for | TPE 14R 16ER14BSPT-TE — 14 [ ) 022 | 1.6 | 1.2 |9.525]| 3.65 Yes 1
Pipe TPE 11R 16ER11BSPT-TE — 11 [ ) 029 | 1.6 | 1.2 |9.525]| 3.65 Yes 1

For these inserts, only LTE/STE type holders can be used.

N-m) Recommended Tightening Torque (N-m)
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Threading
Tools
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o
©
o
o
-G
'_

4

External

External Turning

Screw-on / Drawing Pin

e N Fig 1 I Metric Thread
TH E ] [ Whitworth Thread
S Teeee L oTe @ [GIET Taper Thread for Pipe
F| ™
AEREENI Tyos!
< 30
- - LF
O 1
T T
e~
\me’
Holder Parts Dimensions (mm)
. < Height Width Overall Lengtn Cutting Edge Cuttng Edge i Drawing Pin|Set w Wrench
at. No. ko] ig
Z H B LF WF HF o> & (
THE R-33 o 20 20 125 25.0 20 1
THE R-44 ° 25 25 150 32.2 25 1 |SR124 | BTDOS10/LH025
Z/o‘/‘« Screw-on / Drawing Pin for SEC-
External External Diameter (Mini Holders)
1 i Fig 1 ™ Metric Thread
TH E [T Whitworth Thread
External Threading 0° Lgi T @ IETEH Taper Thread for Pipe
T =
. P Sumi Smalll
- i
5B :
L~
17 |
Holder Parts Dimensions (mm)
. 5 Height Width Overall Length Clgtiisllgniige Cut::i% Etdge i Flat Head CreW Wrench
at. No. S ig S =
Z H B LF WF HF %\\\\ <
THE R1010-33 (] 10 10 100 8.6 10 1
THE R1212-33 ° 12 12 100 10.6 12 1 |BFX0410R | THO25
Inserts ( Cermet/[__]Cemented Carbide) Dimensions (mm)
Sla . Corner Included Cutting q 1.40
S|S|o Pitch . Applicable RE
Cat. No. % - | ™M Radius Angle edge .
C 5 < dosin Holder
mm  [Threads/Inch| RE PNA
NE R080 ® ® 0.30 — 0.08 60 A
NE R100 ®® 1.00 = 0.11 60 | A
NE R125 ®@® 125 — 015 | 60 | B
NE R150 ®® 150 - 018 | 60 | B 1476
NE R175 ®® 1.75 — 0.22 60 B .
o ~
NE R200 o0 200 ~ |02 | 60 | B MR —-7/“0%" _r/\gI \
NE R250 ®® 250 - 033 | 60 | B |11 R1010-33 e [ Btype
NE R0815 ® @ @®050t150 — 0.08 | 60 | C |THER1212-33 With Wiper Edge - With Wiper Edge
NE R1530 @ @® @® 1501t03.00 — 0.18 60 C
WE R1410 ° — [ 1410 [021 | 85 |C SN N
WE R2416 ° — | 24t016 | 011 | 55 | C —'(\R' —(’\’\
C type D type
glg Efg a ?g g?g gg g Without Wiper Edge  With Wiper Edge
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SEC-Threading Tools

Internal Threading Tools STI series

=

Internal Boring

Internal Screw-on
Fig 1 ™ Metric Thread
STI Unified Thread
Internal Threading Min. Bore Dia. DMIN DCON
[T , '~ \
A\ =3 E@) ) ¢l
I H
w
15° LF
Holder Parts Dimensions (mm)
o Diameter Height Overall Length CLgtiisr;gnic;ge Cu[t)tiisr;gnicége MirE.)i:ore Flat Head Screw Wrench
Cat. No. § Fig \\\\\\\ O
®| DCON H LF WF E1 DMIN @ dm
STI R316 [ ) 16 15 150 11 3.5 20 1
STI R320 e 2 18 180 14 5.0 o5 |4 |BFTX03508 | 2.0 \TRX10
Inserts ( Cermet) Dimensions (mm)
B < Ci U
Cat. No. Rg;irﬁ:e Pitch % R:;Ti Inﬁln;:d Dire);tion DireZtion Fig
mm__[Threads/Inch| — | RE | PNA | PDX | PDY Fig 1 Close-up of PDX

TMI 100R 16IR100ISO-TI| 1.00 — @® 004 60 | 0.8 | 1.2 |1 Cutting Edge RE |~
TMI 125R 16IR125ISO-TI| 1.25 — ® 005 60 | 0.8 | 1.2 (1
TMI 150R 16IR1501S0-TI|  1.50 — |®@]007| 60 | 1.0 | 1.2 |1| 29:52520%
TMI 175R 16IR175ISO-TI| 1.75 = ® 009 60 |12 |12 |1
TMI 200R 16IR200ISO-TI| 2.00 — ® 010 60 | 1.4 | 1.2 |1
TMI 250R 16IR2501SO-TI| 2.50 — ® 014 60 | 1.4 | 1.2 |1
TMI 300R 16IR300ISO-TI| 3.00 — ® 0.18| 60 | 1.8 | 1.2 |1
TMI 1020R 16IR102060-TI {1.00t0 2.00| 24to 12 @ | 0.04| 60 | 1.0 | 1.2 |1
TMI 1530R 16IR153060-TI |1.50t03.00f 16to8 |@|0.07| 60 | 1.5 | 1.2 |1

For these inserts, only STl type holders can be used.

N-m Recommended Tightening Torque (N-m)

I N S I N e I el
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Internal Boring

Internal Screw-on
STH I Fig 1 DCON [T Metric Thread
intenal Trreacing F1ooN Sumi Smaill
- L LHD H
LF
1or
£ |
Holder Parts Dimensions (mm)
x — oo E::;?: Clg:isr;gnidege Head Vi Bore Flat Head Screw| Wrench
Cat. No. 9 Ijia Applicable Insert | Fig \\\\\\\
| DCON | H | LF | WF | LHD : Y

STHI 06 [ ] 6 5.5 100 3.8 13.0 8.0 Tl RO6 1 |BFTX0204NS
STHI 08 o 8 7.0 125 4.7 17.0 10.0 Tl RO8 1 |BFTX0205NS RT06
STHI 10 (] 10 9.0 150 6.0 20.0 12.0 TI R09 1 |BFTX02206NT
Insert ( Coated Carbide) Dimensions (mm)

o . Cutting |Maximum . |

0 . Corer |Inscribed|. B X E1: Cutting Edge Distance

Cat. No. Reference S Pitch | Ragius | Gircle |Thickness Dii?:nec . Degm of |Applicable g Fig 1 DY Maxinum Dept of Gt
Cat. No. (| (mm) Holder

< RE IC S E1 | CDX */60° s E1
TI R0O6 06IR041060-HI | @ |0.4t005t01.0| 0.03 | 3.97 | 1.59 | 0.7 | 0.5 |STHI06 |1 IC - \\ RE
TI RO8 08IR041060-HI | @ |0.4t005t01.0| 0.03 | 4.76 | 2.38 | 0.7 | 0.5 |STHI08 |1 J
TI R09 09IR041060-HI | @ |0.4t005t01.0| 0.03 | 5.56 | 2.38 | 0.7 | 0.5 |STHI10 |1 60° 7E7A7° 1 05

RE 7 [ ’
CDX

- For these inserts, only STHI type holders can be used.
- Recommended pitch is 0.5mm.
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SEC-Threading Tools

THI series
I(r;lternal Boring
Internal amp-on

- The cutting edge honing of the inserts can be enlarged for threading at a pitch of 1.5mm or more with the NIR2000 and a pitch of 2.5mm or more with the
NIR3000. The honing amount must be within the threading tolerance.
- Inserts use 3 corners.

mmmTEE N Figi T Metric Thread
THI :
Internal Threading éjﬁ 10 I )\ .
J = A 0 & 3
b
H o
e o =53
» =
LF 3
. / - - -
T [
Holder Parts Dimensions (mm)
) ) Clamp Plate(Double Screw| Wrench
. . Overall Cuiithyy | @iting . .
Diameter | Height Length .Edge qué Width | Width THO25
Distance| Height '/
S Min. Pilot Applicable ) N <
GE ;% Hole Diameter| Insert Fig @i \\\\\\\\
QD
DCON| H LF | WF | HF | B1 B2
LH030
THI R216 @ 16 15 |160 | 93| 75| 4 7.5 218 NI R20OO 1 WB5-10
THI R320 ® 20 | 18 |160|11.7| 90| 6 | 90| 22 |NIR3OOO | 1 |SOMOESLiyggp|THOS
THI R325 ® 25 23 | 180 |14.2 |115| 5 |115 027 NI R3BOOO 1 |CCM6BL|WB6-16 |LH030 -
=5
@
Inserts (___JCemented Carbide) Dimensions (mm) &,
o i Inscribed |, . X Corner Ry Blade Cutting . (a
Cat. No. E Pitch Gircle | "°K18SS| pivection|  Radius 2rellglleef edge Ap|-|p“|{c:jab|e F|g Fig 1 ==+ PDX
) ™M | 1o | s |ppx| RE | AN |design| Holder g B type
NI R2000 @® | 0.8t01.5|6.350/ 3.18 | 0.85 | 0.05 12 C THIR216 1 3
NI R2150 [ ) 1.5 16.350|/3.18 | 0.85 | 0.07 12 B 1 ) With Wi;ner Edge
NI R3000 @®|0.8t02.5(9.525/ 3.18 | 1.35 | 0.05 10 C THI R320 1 IC <RE
NI R3150 o 1.5 19.525/3.18 | 0.85 | 0.07 10 B THI R325 1 C type
NI R3200 (] 2.0 ]9.525/3.18|1.10| 0.11 10 B 1 E (o,
l« AN Without Wiper Edge I
=1
o
5
o
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Threading Tool

Guide to Depth of Cut and No. of Passes

M With Wiper Edge

= Depth
f= »
52 |8 Cat. No. | HeferenceCat | g (o 4 1 s gl 4|56 |7 8|9 |10]11|12]13]14
S8 B No. Cut Passes
= =
< |2
|—
TME 100R | 16ER 100ISO-TE | 1.00mm [0.68| 5 [0.20(0.16(0.14[0.11(0.07
TME 125R | 16ER 125ISO-TE | 1.25 0.83| 6 [0.20(0.18|0.15/0.12|0.11|0.07
2| TME 150R | 16ER 150ISO-TE | 1.50 0.96| 7 [0.22]0.18/0.14(0.13|0.12|0.10|0.07
e}
S |TME 175R | 16ER 175ISO-TE | 1.75 1.12| 8 |0.22/0.19/0.16/0.14|0.13|0.12(0.09(0.07
o) ~ | TME 200R | 16ER 200ISO-TE | 2.00 1.25| 8 |0.25/0.21|0.18/0.16|0.15(0.13(0.10(0.07
£ -
§ 5| § TME 250R | 16ER 250I1SO-TE | 2.50 1.55| 10 |0.27|0.24|0.20/0.18/0.16|0.13|0.11|0.10|0.09 |0.07
= g % | TME 300R | 16ER 300ISO-TE | 3.00 1.85| 12 |0.28/0.25/0.20/0.19/0.17|0.15/0.13|0.12|0.10(0.10(0.09 | 0.07
5 TME 350R | 22ER 350ISO-TE | 3.50 2.25| 13 [0.30|0.27|0.24|0.22|0.20|0.18|0.16|0.15|0.14|0.12|0.11|0.09|0.07
= | B TME 400R | 22ER 400ISO-TE | 4.00 2.57| 14 [0.35/0.32|0.29|0.26|0.23|0.20|0.17|0.15|0.14|0.12|0.10|0.09 |0.08 | 0.07
e | =
= A TMI 100R | 16IR 100ISO-TI 1.00mm [0.63| 5 [0.18/0.16/0.12|0.10|0.07
o |3
2| TMI 125R | 16IR 125ISO-TI 1.25 0.77| 6 [0.18/0.16]0.14|0.12|0.10|0.07
£
o § TMI 150R | 16IR 150ISO-TI 1.50 0.90| 7 [0.20|0.16/0.14{0.13|0.11|0.09|0.07
= £ | TMI 175R | 16IR 175ISO-TI 1.75 1.03| 8 |0.20/0.18|0.15/0.14|0.11|0.10(0.08|0.07
9 =
£ g | TMI 200R | 16IR 2001SO-TI 2.00 1.18| 8 |0.22/0.19|0.17|0.15|0.14|0.13(0.11{0.07
= 2
£ | TMI 250R | 16IR 250ISO-TI 2.50 1.44| 10 |0.25/0.22/0.19/0.16/0.14|0.12/0.10|0.10|0.09 |0.07
_ TMI 300R | 16IR 300ISO-TI 3.00 1.70| 12 |0.27|0.24|0.20/0.17|0.14|0.12/0.12|0.10|0.10|0.09 |0.08 | 0.07
®©
£ TUE 24R | 16ER 24UN-TE 247pI 0.72| 5 [0.20|0.18/0.15|0.12|0.07
X § 2| TUE 20R | 16ER 20UN-TE 20 0.85| 6 [0.21(0.18/0.16/0.13|0.10|0.07
= | ©
£ $|TUE 18R |16ER 18UN-TE 18 0.95| 6 [0.22/0.20|0.18/0.16(0.12|0.07
.§ é TUE 16R | 16ER 16UN-TE 16 1.05| 7 |0.22/0.20/0.17|0.15/0.13|0.11|0.07
§ 5 % TUE 14R | 16ER 14UN-TE 14 1.20| 8 |0.22(0.20(0.18|0.16|0.14|0.12|0.11|0.07
w ° 9
3| % |TUE 12R | 16ER 12UN-TE 12 1.38| 9 |0.25/0.22/0.19/0.17|0.15|0.13|0.11(0.09 |0.07
TUE 08R | 16ER 08UN-TE 8 2.05| 12 [0.28/0.25/0.23|0.21|0.19|0.17|0.15(0.14|0.13[0.12|0.11|0.07
= | £ g TPE 28R | 16ER 28BSPT-TE | 287rI 0.62| 5 |0.18/0.15/0.13|0.10|0.06
§ | =|2|TPE19R |16ER19BSPT-TE | 19 0.92| 6 |0.22[0.20]0.17]0.15/0.11]0.07
= = | -
= |'zs| | TPE 14R |16ER 14BSPT-TE | 14 1.04| 7 |0.22/0.20/0.17|0.15/0.13|0.10|0.07
& % TPE 11R |16ER 11BSPT-TE | 11 1.50| 9 |0.25/0.22/0.21/0.19/0.17|0.15/0.13|0.11|0.07
2 | *When pitch becomes smaller, decrease the cutting speed. In the case of inserts for internal threading without wiper edge, the number of passes should be increased.
=
[$)
Z W Recommended Cutting Speeds (Unite: m/min)
» —_ToolGrade| 145004 / T130A A30 ST10P
lork Material
= Mild Steel 100 - 150 70 - 120 120 - 180
(@]
Low-carbon
P Steel 80-130 70 - 100 90 - 150
Alloy Steel 80-120 70 - 100 80 - 130
(M| Stainless Steel — 70-100 —
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Threading Tool

Guide to Depth of Cut and No. of Passes

B Without Wiper Edge

g Cat,No, | reference Cat. Comer) o, DepthNo.of| | | o) sl gl 7 | g | g 10|11 |12 ] 18] 14 | o
g No. Radius of Cut|Passes g_> ;‘g
= 2
1.00mm |0.65| 5 |0.20|0.16|0.12|0.10(0.07 «
1.25 0.84| 6 |0.20/0.18|0.16/0.13|0.10|0.07
= TME 1020R | 16ER 102060-TE | 0.13 | 1.50 1.08| 7 ]0.22|0.20(0.17|0.15|0.12|/0.10(0.07
c
? 1.75 1.22| 8 |0.22|/0.21(0.18|0.16|0.15]/0.13|0.10|0.07
_GEJ 2.00 1.41| 10 |0.22/0.20(0.18|0.16|0.14|0.13|0.12|0.10|0.09|0.07 o
% 1.50mm |0.95| 7 |0.22|0.17|0.14/0.13|0.12|0.10|0.07 g
g 1.75 1.14, 8 |0.22|0.18(0.16/0.15|0.14|0.12|0.10|0.07 3
- Lu TME 1530R | 16ER 153060-TE | 0.20 | 2.00 1.33| 9 |0.25/0.20(0.18|0.16{0.15/0.13|0.10|0.09|0.07
g 2.50 1.71| 12 |0.25/0.22|0.19|0.17|0.15|0.14|0.13|0.12|0.10{0.09|0.08|0.07 o
Z 3.00 2.09| 14 |0.25|0.22/0.20|0.20({0.18/0.17|0.15]0.14|0.14|0.10{0.10{0.09|0.080.07 g’
g 1.00mm |0.59| 6 |0.16|0.12|0.10{0.08|0.08|0.05 =
N 1.25 0.75| 7 |0.16|0.14|/0.12/0.10/0.10|0.08|0.05
© o TMI 1020R | 16IR 102060-TI | 0.06 | 1.50 0.92| 8 |0.18]|0.15/0.14/0.12|0.10|0.10|0.08|0.05 g
'% 1.75 1.08 9 |0.18/0.16/0.14|0.13|0.12/0.12|0.10|0.08|0.05 a
g 2.00 1.24| 10 |0.20|0.18|0.15/0.14|0.12|0.12]0.10{0.10|0.08|0.05 é
% 1.50mm |0.91| 8 |0.18|0.14|0.14|0.12]0.10|0.10|0.08|0.05
EJ 1.75 1.07) 9 |0.18/0.16/0.13|0.13|0.12/0.12|0.10|0.08|0.05 g
= TMI 1530R | 16IR 153060-TI | 0.09 | 2.00 1.23| 10 |0.20|0.18(0.14|0.14|0.12|0.12|0.10|0.10|0.08|0.05 §
2.50 1.56| 12 |0.20|0.18|0.16|0.16|0.15|0.13|0.13|0.11|0.11|0.10/0.08|0.05 -
3.00 1.88| 14 |0.22|0.20(0.18|0.18|0.16/0.16/0.14|0.14|0.10{0.10/0.10|0.08|0.07 {0.05
20TPI 0.80| 6 |0.20|0.17|0.15/0.12|0.09|0.07 e
% o 19 0.84| 6 |0.20/0.18|0.16(0.13|0.10|0.07 3
E g TWE 2416R | 16ER 241655-TE | 0.13 | 18 0.90| 7 |0.20|0.18/0.15/0.12/0.10|0.08|0.07
% é’ 16 1.08| 7 ]0.22|0.20(0.17|0.15|0.12|/0.10(0.07 -
% T 14TPI 1.07| 8 |0.20|/0.17(0.15|0.14|0.13|0.12|0.09|0.07 g
o; *Z')‘ 12 1.29, 9 |0.22/0.20(0.17|0.15|0.14/0.13|0.12|0.09|0.07 2
vl TWE 1410R | 16ER 141055-TE | 0.23 | 11 1.43| 10 |0.22|0.21(0.18|0.16{0.14|0.13|0.12|0.11|0.09|0.07
10 1.60| 11 |0.22/0.21|0.18|0.17|0.16/0.14|0.13|0.12|0.11|0.09|0.07 =
* When pitch becomes smaller, decrease the cutting speed. In the case of inserts for internal threading without wiper edge, the number of passes should be increased. §—_
=J
B Shim Selection for External Threading Tool LTE type Holder -
B =3° (Shim LSTEOQO-2) g = 2° (Shim LSTEOO-1) Section A-A o
l Thread Groove %
4.0 - B°= 39
£%0 oot Nwzanset N f
s (Standard Shim LSTEOO-0) y Ll v
o0t — g
Y 4 / e Shim f
1.0} -
r Lead Angle
0 1‘0 26 3‘0 4‘0 5‘0 éO Standard shim that comes with LTE has 8" = 1°.

Effective Diameter of Threading Hole (mm)

B* = 2°, 3° shims are sold separately.
STE and STI type holders do not come with shims.
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