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Threading
Tools

M External Threading

General Industrial Use

Pipe Coupling for Gas,
Water and Water Faucets |Gas and Water Supply Pipes

Pipe Threads for Steam,

For Aerospace
Equipment

Internal Thread || |Internal Thread Internal Thread Internal Thread || | Internal Thread Internal Thread |[|Internal Thread Internal Thread Internal Thread
\/an\’/ ‘ I [L_Pitch ] m ~/ Pitch ~/ 1 Pitch | Pitch \ 1 Pitcl'r"ld %
External Thread || | External Thread | || External Thread External Thread [ | | External Thread | | |External Thread || |External Thread || [ External Thread ||| External Thread
60° General-purpose|55° General-purpose Thread | 60° ISO Metric|60° Unified |55° Parallel Thread | 60° American |55° Taper Thread| 60° American UNJ 60°
Thread (Whitworth) Thread Thread |for Pipe/Whitworth NPT for Pipe BSPT NPTF
e | NPT N
Pitch Thre::iz;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
36, 32, 28
0.50 to 3.00 0.75,1.00 | 32, 28, 24 24. 20 19
s iog | 125150 [20,18,16 |7 T 27,18,14 | 28,19, 14 | 27, 18, 14 e
175,200 | 14,13,12 | ' " " 15,8 |7 n.5 20, 18, 16
SSTE type| 48 t0 8 2.50.3.00 | 10. 8 s 1D 14,12, 10
-~ F12 ’ . 8
1.00, 1.25
1.00 t0 3.00 150,175 | 24, 20,18
24 t0 10 | 2.00,2.50 | 16, 14, 12 _ _ 121& 19,14 _ _
LTE series| 24 to 8 3.00,3.50 | 8
- F122 4.00
1.00 to 3.00 :-gg, 11:: 24,20, 18
.50, 1. 28,19, 14
24 t0 10 16, 14, 12 — — » 1 _ _
2.00, 2.50 8 1
STE type| 24 to 8 3.00
- F123
0.80, 1.00
1.25, 1.50
’ . 24 1 — — — 28,1 _ _
0.80 to0 3.00 to 10 175, 2.00 8,19
THE series 2.50
- F124
3.00t06.00| 11 to 4.5 — _ _ _ _ _ _
GME-TH series
- F121
0.20t03.00| 80to 8 _ _ _ _ _ _ _
GWC series &2
TTE type Insert
- F7
0.20t01.50| 48 to 16 — _ _ _ _ _ _
STH series
- F120

F108




SEC-Threading Tools

Selecti

M Internal Threading

General Industrial Use

Pipe Coupling for Gas,

Pipe Threads for Steam,
Water and Water Faucets | Gas and Water Supply Pipes

For Aerospace
Equipment

Internal Thread

Pitch

Internal Thread

\v@\

T Pitch T
I

Internal Thread

Pitch

Internal Thread

Pitch

Internal Thread

\ /@\ /

I Pitch T

Internal Jhread

Internal Thread

Internal Jhread

T _Pitch |
|

N\
_ Pitch |

Internal Thread

Pitch

| |
External Thread

|
External Thread

i |
External Thread

i |
External Thread

| |
External Thread

External Thread

“_Pitch \f'

External Thread

i |
External Thread

i |
External Thread

60° General-purpose| 55° Generakpurpose Thread | 60° ISO Metric|60° Unified | 55° Parallel Thread [60° American|55° Taper Thread| 60° American UNJ 60°
Thread (Whitworth) Thread Thread |for Pipe/Whitworth NPT for Pipe BSPT NPTF
A N NPT UNJ
Pitch Thre:::l:}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
0.75,1.00 | 32, 28, 24
0.50 to 3.00 32, 28, 24
77777777777777777777777777 1.25,1.50 | 20,18,16 | 28, 24,20 | 27,18,14 28.19 27,18,14 20.18. 16
48108 | 175 200 |14,13,12 |19 1.5, 8 ’ nse |00
SSTltype| 48t0 8 2.50,3.00 | 10,8 14,10
- Fl12 ’ !
1.00 to 3.00 1.00, 1.25
77777777777777777777777777 1.50, 1.75
- 2.00, 2.50 - o - - a -
STltype | 24 t0 8 3.00
- F125
0.40 to 1.00 — — — — — _ _ _
STHI type
- F126
0.50 t0 2.50 — —_ — — — _ _ _
SSH series €@
SSHT type Inserts
- F63
08010250 — |150,200 | — ~ - - _ _
THI type
- F127

(RS (s R sl (GRS oo (TS eSSt LN s

F109



M External Threading Tools

Tools

Threading

. Applicable
. 2
Series Appearance : § 5 Efﬁ‘é Features Thread Symbol
36(05/3955/80
SSTE type - Adopts a flat-mounted 3-cornered insert. Ground cutting edge [ M | w |
I% flank produces superior machined surface with sharp cutting edge.
- Stable chip control through use of a 3D molded chipbreaker.
F112 - Large lineup of inserts with a wiper edge.
-
LTE series -LTE series: Lever lock hol_d.ers _20 / 25/ 32mm square, M | w |
STE type: Screw-on specifications 12 / 16mm square
STE type - M-Class flat-mounted 3-cornered insert is economical
- Range of cermet grades
- F122, F123 - Stable chip control with incorporated chipbreaker
THE series - 3-cornered tangentially-mounted G-class insert with excellent sharpness [ M| w |
é - 20 and 25mm square shanks use a strong draw-pin system,
while 12 and 16mm square shanks use a screw-on type system.
- F124 - Cermet grades are available for inserts without a wiper edge
GME-TH series | - 2-cornered insert adopted for large-pitch threading of 3 to 6mm EoET
. - 55° apex angle available in 11to 4.5 TPI
- Strong clamping through the use of clamp plate
- F121
GWC Series@ - GWC series lineup includes TTE type inserts for threading [ M | w |
TTE type Insert - 20 and 25mm square shanks use a high-rigidity double clamp system,
while 10, 12, and 16mm square shanks use a screw-on type system.
- Utilises economical 3-cornered inserts
- F7
STH series - For small lathes 20mm square or less [ M | w |
! - 2-cornered tangentially-mounted insert enables space-saving threading
- Can also be used for back-turn threading with bar feeder
-~ F120 - Can also be used for small-pitch (min. 0.2mm) threading
M Internal Threading Too
Min. Bore :
Applicable
- N o .
Series Appearance : E 55 %jﬁé Features Dia. Thread Symbol
8555836585 (mm)
- Adopts a flat-mounted 3-cornered insert. nm
SSTI type Grouﬁ]d cutting edge flank produces superior
: . . : G/Rp/W|
Q machined surface with sharp cutting edge. 718 --
- Stable chip control through use of a 3D molded chipbreaker. NPT ] R/Rc
- F112 - Large lineup of inserts with a wiper edge.
STI series . . 4 M
— - M-Class flat-mounted 3-cornered insert is economical
& — - Stable chip control with incorporated chipbreaker 220
- Range of cermet grades
- F125
STHI series — - Applicable for internal diameters from @8mm, small
& pitch (0.4 - 1.0mm) threading 28
- Perfect for small product machining
- F126
SSH series @ - SSH series lineup includes SSHT type inserts for threading n
SSHT type | L - Tough carbide body for stable machining even with small diameters, suppressing chatter
Insert with Internal . . 28
Coolant Supply - Internal coolant supply for outstanding chip control
- Applicable for internal diameters from @8mm, small pitch (0.5 - 2.5mm) threading
- F63
THI series [ M|
D
) - G-Class 3-cornered insert with good sharpness 218
- F127

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

“: 60° ISO General-purpose Metric Thread

WL : 60° American NPT

F110

T 550 General-purpose Thread (Whitworth)  [EINE : 60° Unified Thread
: 55° Taper Thread for Pipe BSPT

(I - 55° Parallel Thread for Pipe
[0 60° American neTF DN - 60° UNY
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M Parts of a Screw Thread

Included ) ‘
Thread Root Angle Thread Ridge / /
] ‘\\J Conical helix
Y U | — o 8 i
gl B kol Ed ]
2 2 e 2l 2 g / ffffffffffffffffffffffffff A1
S EEE 558 E
2 = & e =l o i o ®
S = S I o) | = Lead Angle (@) | 8,
T =y 1 T 2y :
Pitch (P) 7 \ Length of one turn
Diameter (d)
|External Thread| [ Internal Thread | B Lead Angle
Efigergteigleer (d) : Diameter of imaginary cylinder that passes through the thread @ Lead Angle Calculation o : Lead Angle
at the point where the groove and ridge widths are equal | :Lead
Pitch (P): Distance between two ridges adjacent to each other tana® = | _ nxP n : No. of Threads
Lead (1) : Distance the screw thread moves axially in one turn nmxd — mxd P : Pitch
(On a single threaded screw, the lead and pitch are identical.) d : Diameter
Lead Angle (@) : Angle made by the conical helix of the thread ridge at a
pitch diameter with a plane perpendicular to the axis
M Main Screw Thread Types and Standard Thread Patterns
Applcation| Symbol Basic Profile Ionicztion| Symbol Basic Profile Applcztion| Symbol Basic Profile Iodlication| Symbol Basic Profile
Internal Thread
© Internal Thread O Internal Thread || Internal Thread < Roj37pInternal Thread © Internal Thread
2 2 Re(PT) 8l UN |
£ sor| | £ 8 Rl £ 8! [N =Bl UNC 2
a [=yan
o n / @ 5 Rp(PS) S = External Thread i m ;[
s “© «=| External Thread RSl R(PT) =
s e I G(PF) © SB{UNEF] e
External Thread || & External Thread (BSPT) External Thread|[ = External Thread
I p - p—
g Internal Thread ® Internal Thread (O] 8 Internal Thread () 8_ Internal Thread
£ m RO137P 2 0 5/16P '%5 30°_30° '%'o__ 300, 30°
= > g e -
£ << c O CE
5 [BSW| 52 UNJ fipst] NPT 85 [NPTF|
: = o = |58
< [} R € c € c 9%’
= External Thread < External Thread || <C External Thread || <C = External Thread

B 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-IN,

Internal Holder
(SSTI type)
7 Internal Insert

(16IR type)

External Holder
(SSTE type)

External Diameter Insert
(16ER type)

=

Shim
( YE3-3P/YE3-2P )
YE3-1P/YE3/YE3-IN,

Left-handed Threading | Right-handed Threading

External Holder
(SSTE type)

External Diameter Insert
(16ER type)

Shim

( YE3-2N/YE3-3N )

Internal Holder
(SSTI type)
Internal Insert
(16IR type)

[h
(s

fffe
)

Shim

( viz-2n/v13-3N )

External Holder
(SSTE type)

External Diameter Insert
(16ER type)

Shim

( YE3-2N/YE3-3N )

M Threading Method and Insert Angle

Right-handed Threading

Lead Angle
Shim Angle | (@)

Negative Lead Angle
(@)

Y

Standard Holder Inclination
o

Left-handed Threading

Shim Angle

Standard Holder Inclination

§|00
(RS (s R sl (GRS oo (TS eSSt LN s

F1n



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

Tools

(o]
£
T

(]

[

B
=
-

Ground flanks around cutting edge

M Product Range

= Pitch
Applications Type & |External/ - - Insert Cat. No.
2| Internal Pitch (mm) TPI (Threads/Inch) Example:
= 48/36/3212812712420(19]181614]13 12[115 1110/ 8
External|ys 20 48 to 8 16ER AG60-CB
60° General-purpose Thread S
o | Internal |77 20 48 to 8 161R A60-CB
2 External 48to 8 16ER A55-CB
S 55° General-purpose Thread | |—————-==-=--=------------------
g General Internal 48 to 8 16IR A55-CB
'-E Industrial Use 60° 1SO Metric Thread External _025_1_.0__1._25_1.5__1.7_5__2._0__2._5__3_.;0___ Ll Ll | | T6ER O75ISO-CB
Internal | o7 10 125 15 175 20 25 30 16IR 075ISO-CB
— - External 16ER 32UN-CB
o 60° Unified Thread | F———F-----=-------------------- -1- - |-
e Internal 161R 32UN-CB
5,3 ) ) 55° Parallel Thread Exterpal) | ) e 16ER 36W-CB
Pipe Coupling for| for Pipe/Whitworth Internal 16IR 28W-CB
Gas, Water and
Water Faucets | s0o american NPT | 8 L2 ee DL L | B 16ER 27NPT-CB
> | Internal 16IR 27NPT-CB
55¢° Taper Thread for P|pe Externalf | L AR RN AN 16ER 28BSPT-CB
S\t;a;“’ gas aI“d BSPT Internal 16IR 28BSPT-CB
ater Su
Pi espp H ) External 16ER 27NPTF-CB
- o P 60° American NPTF | —————F-------------------------- STt Rt T
ec Internal 16I1R 27NPTF-CB
ct
BEY | For Aerospace . External| 1 L B [ 1eER 320NJ-CB
£F ; UNJ 60
Equipment Internal 16IR 32UNJ-CB
k8[36[32028127]24)20[19]1816 14|13 [12[15] 1 10| 8
M Application Examples
@ Comparison of Cutting Force @ Machined Surface Comparison
Sharp cutting edge Cleanly machined surface
300 reduces cutting force, with fewer blemishes
g 280
[0)
2 260
(@)
L
38 240
g
a 220
D At 1st pass
-
200 [] Atsth pass 0lmm
SSTE type Competitor's Competitor's  Competitor's SSTE type Competitor's Product A
Product A Product B Product C
Work Material: S45C M30x 1.5 Work Material: S45C M30x 1.5
Cutting Conditions: vc = 150m/min Wet, 8 Passes Thread Infeed Method: Radial Infeed | | Cutting Conditions: vc = 150m/min Wet, 8 Passes Thread Infeed Method: Radial Infeed

F112
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%@e External Turning
Screw-on

2EGE

O~ g~ =
SSTE|
External Threading s ©
1 - i LF The values for dimensions LF and LH below o |
\\ \ are only for reference. — =3
LH The actual value is the value below [« 8
minus the PDY value for the corresponding o o
insert on page F114. » I
] x a
Holder Parts Dimensions (mm)
| v | wistn | Ol | ey e I Flat Head Screw |Shim Screw|Flat Washer| Shim | Wrench
Distance Height
Cat. No. 3 Fig N
5 S D (Q)
“ W | B | LF | LH | WF | HF & Y @
SSTE R1616H16 ® 16 16 100 | 20.5 16 16 |1
R2020K16 ® 20 20 125 | 30.0 20 20 |1 |BFTX0312N | 2.0 |BX0304*'PW3 YE3 TRX10
R2525M16 ® 25 25 150 | 30.0 25 25 |1
*1: Shim screw wrench is sold separately.
Internal Threading
nteral Screw-on
( SSTI \ FI9 ovin.soredia oo ' £l
g
Internal Threading g
«Q
15°

puluing
|euaa3x3

>
[a) . )
=8 The values for dimension WF below are only for reference.
L] The actual value is the value below minus the PDY value for the corresponding

PDX insert on F115.
Parts Dimensions (mm)
o | Diameter | Heignt | Ol | s N I i Flat Head Screw |Shim Screw|Flat Washer| Shim | Wrench
Distance :
Cat. No. 3 Fig 3
e ) D \
Y DCON H LF LH WF  |DMIN*2 @ Q‘\\\ @

SSTI R1812M16* @ 12 11.0 | 150 | 32.0 | 10.2 18 |1 - n _ _E:i
R2016M16°  |®| 16 | 150 | 150 | 63.5 | 92 | 20 |2 |BFTX03085N) 2.0 38

SSTI R2420Q16 ® 20 18.0 | 180 | 19.0 | 13.5 24 |3 TRX10 | @2
R3125S16 ® 25 23.0 | 250 | 14.3 | 16.5 31 3 |[BFTX0312N | 2.0 |BX0304*'\PW3 Y13
R3732516 @ 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

- | Recommended External Threading Internal Threading ‘

= Lead Angle (1) Cat. No. Stock Cat. No. Stock =»§ST ER 25 25 M 16

= 4.5° YE3-3P ° YI3-3P ° FFV ﬁ W_l ¢

=| 3.5° YES-2P = Yis-2p e [ Series Code | |[(3) Feed Direction]| (4 sterkeiniMerk D | [ Shenk g/ D (6) OveralLengthSymbal | | (7) Inseert Si

= o eries Lo e eea Direction ank Helg Work Dia. | {(5) Shank Widthy Diameter| | (6) Overal “ﬂg ymool nsert Size

_‘CC“ 2'5° YE3;1 P . YI3;1 P . l SST series ‘ Symbo\‘Feed Direction Symbol| (mm) Symbo\‘hxcnmtrdemm]

= 1.5 YE3* [ J Yi3* ] R _[Right-handed H | 100 16 | 9.525

=| 0.5° YE3-1N [ J YI3-1N o K | 125

% -0.5° YE3-2N o YI13-2N [ ) (2) External/Internal 52 f: ?85 (I: 128

| -1.5° YE3-3N Y YI13-3N o Symbol |Distinction g%

=i E |Ext f 8 5/20 | 20 S 250

*4 Standard shim supphed with holder. | \:t:::; E?g 24 | 24

PN ol V55 R o . 52 PRI o Exerl V5 | AR

]
*4 Standard shim supplied with holder

=15 For External: YE3
Bl For Internal: Y13

3.0+

2.0

ifficult-to-Machine Area

Pitch (mm)

W For External: YE3-IN
£1205 e

0 10 20 30 40 50 60 70
Effective Diameter of Threading Hole (mm) Setik oS seciie=Eiie» (Wm Recommended Tightening Torque (N-m) F113
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Tools

Internal
Turning

External

Fig 1

J7

29.525

PDY

3-RE/ P

> A#¢

o

23.94

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

SSTE type Guidelines for Depth of Cut and No. of Passes I€ F118

a

f
2
y >
29.525 2
3-Re/ PD

Dimensions (mm)

60° American NPT (With Wiper Edge)

23.94

Coated Carbide)

Dimensions (mm)

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

F114

Included 8 Pitch ! STy Included 8 Pitch oY Corner Pcs/
ﬂ;nulg Cat. No. m Direction| Radius Flg n/inu |§ Cat. No. m Direction|Direction| Radius P;zk Flg
g < e PDY | RE g < s PDX | PDY | RE
16ER A60-CB [ J 16-48/ 0.8 | 0.6 |0.09 1 16ER 27NPT-CB o 27 [0.8] 0.6 0.06 2
60° | 16ER AG60-CB | ® 8-48/ 1.5 1.1 |0.10 1 16ER 18NPT-CB ([ J 18 | 0.8 | 0.6 |0.06 2
16ER G60-CB [ J 8-1411.5 1.1 ]0.20 1 60° | 16ER 14NPT-CB ([ 14 1.010.08] 5 |2
16ER A55-CB ([ J 16-48| 0.8 | 0.5 |0.05 1 16ER 115NPT-CB | ® 11.5 1.0 |10.08 2
55° | 16ER AG55-CB | ® 8-48/ 1.5 [ 1.1 |0.08 1 16ER 08NPT-CB () 8 1.110.13 2
16ER G55-CB [ J 8-141 1.5 | 1.1 |0.22 1
55° Taper Thread for Pipe/BSPT (With Wiper Edge) opimensions (mm)
60° ISO Metric Thread (With Wiper Edge)  pimensions (mm) S
) Included 8 Pitch D\rect\onDlre\c(tion (F;Z;Tjg Pcs/|..
Included 2 | Pitch Directio] Radies .| Angle Cat. No. © Pack| 19
Angle Cat. No. o Fig b Theatslret| PDX | PDY | RE
g et PDY| RE 16ER 28BSPT-CB | ® 28 10.8]/0.6[0.13 2
16ER 075 ISO-CB | @ — 1.0 |0.09 2 550 16ER 19BSPT-CB | @ 19 1 0.8 0.6 |10.18 5 2
16ER 100 ISO-CB | @ — 0.6 |0.14 2 16ER 14BSPT-CB | ® 14 1.3 10.25 2
16ER 125 ISO-CB | @ — 0.7 {0.15 2 16ER 11BSPT-CB | @ 11 1.0 10.31 2
60° 16ER 150 ISO-CB | @ — 0.7 |0.20 2
16ER 175 ISO-CB | @ — 1.0 10.23 2| 60° American NPTF (With Wiper Edge) pimensions (mm)
16ER 200 ISO-CB | ® — 1.1 10.26 2 =)
16ER 250 ISO-CB | ® — 1.2 [0.33 2| included Cat No R | Piteh i Diection| Roccs | PCS/ Fig
16ER 300 ISO-CB | ® 1.1 10.41 2 Angle &) el PDX | PDY | RE Pack
° Unified Thr With Wi N 16ER 27NPTF-CB | @ 27 |0.8]0.6/0.06 2
60° U ed ead (D t pe 9€)  Dimensions (mm) . 16ER 18NPTF-CB ° 78 1081061006 ; 5
Included % Pitch D\rezt\on %ggﬁg . 16ER 14NPTF'CB [ ] 14 1.0 10.13 2
Angle Cat. No. 0 Fig 16ER 115NPTF-CB | ® 11.5 1.0 ]0.12 2
b4 Theats/nch PDY | RE
16ER 32UN-CB | © 32 1.0 |0.10 2 60° UNJ (Wlth Wiper E Dimensions (mm)
16ER 28UN-CB | © 28 0.7 |0.11 2 =) . " Teomer
16ER 24UN'CB [ ) 24 0.7 10.13 2 Included Cat. No % Pitch Direction|Direction| Radius | PCS/ Fi
16ER 20UN-CB | ® 20 0.7 [0.16 2| | Angle o o Pack| 9
60° | 16ER 16UN-CB | @ 16 0.8 /0.20 2 16ER 32UNJ-CB | © 32 1.0 /013 2
16ER 14UN-CB | @ 14 1.2 10.23 2 16ER 28UNJ-CB | @ 28 | 0.8]0.60.15 2
16ER 13UN-CB | ® 13 11 lo.26 2 16ER 24UNJ-CB | @ 24 /0.8 ]0.60.18 2
16ER 12UN-CB | ® 12 1.0 10.27 2 16ER 20UNJ-CB | © 20 | 0.8|0.7 |0.21 2
16ER 10UN-CB | ® 10 1.2 10.33 2 60° | 16ER 18UNJ-CB | ® 18 /0.8 0.6 (0.23] 5 |2
16ER 0OSUN-CB | ® 8 1.2 10.42 2 16ER 16UNJ-CB | ® 16 | 0.8 | 0.6 |0.25 2
16ER 14UNJ-CB | ® 14 1.1 10.29 2
0 i i i i - 16ER 12UNJ-CB | ® 12 1.1 10.34 2
55° Parallel Thread for P|pe/Whiworth (With Wiper Edge)  bimensions (mm) 16ER 10UNJ-CE | ® 10 11 1040 3
Included 8 Pitch Dire\t(t\on %ggfsr 0
Angle Gate il o Fig Insert Identification Code
< Threads/ch PDY | RE
16ER 36W-CB | ® 36 1.0 [0.10 2l =16 E R 150 ISO - CB
16ER 32W-CB ([ 32 1.0 [0.11 2 T
16ER 28W-CB [ J 28 0.6 {0.12 2 \; \/ W—l \_W J/
16ER 24W-CB o 24 0.6 |10.15 2 (1) Insert Size | ||(3) Feed Direction| | (4) Pitch or TPI (5) Thread type | |(6) Chipbreaker|
Symbol | srbed Cice ()| | [Symbol |Feed Direction| | & [Metric = Pitch x 100 | [l Type Symbol|Description
::gE: fgw:gg : ?Ig 82 8::2 3 y‘I6 } 9.52g J yR }R\ght'handed ?, ‘“(%h;gyi'y for 115) ] Metfn??rhread éB }\‘\Mmh\pi'eaker
B . = - Unified Thread
55° 1 6ER 1 8W'CB [ ) 18 0.6 |0.19 2 (2) External/Internal i (Eramele) 075 D1ch 075 " Whitworth
16ER 16W-CB ([ 16 0.6 |0.22 2 Symbol|Distinction = = i
16ER 14W-CB | ® 14 | 1.5 | 1.0 |0.25 2 E_Bdemal N
16ER 12W-CB ([ J 12 | 1 1.1 10.29 2 ;;ZAG s | I
16ER 11W-CB [ J 11 11 1.1 10.32 2 I Sl °
16ER 10W-CB [ J 10 [ 1 1.1 |0.35 2 e
16ER 08W-CB () 8 1 1.1 10.43 2
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SSTE

Fig 1

23.94

PDY

Y
[N
PD

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

SSTI type Guidelines for Depth of Cut and No. of Passes I€ F119

29.525

3-RE

60° American NPT (With Wiper Edge)

( Coated Carbide)

Dimensions (mm) Dimensions (mm)
| Idd 8 P|tch X Y Corner P / | |dd 8 PItCh X Y Corner P
ﬂ/;nu |§ Cat. No. m Direction|Direction| Radius P;ik Flg anu ‘2 Cat. No. m Direction|Direction| Radius P;iﬁ Flg
9 < | mm [t PDX | PDY | RE ’ < | mm [fessis| POX | PDY | RE
16IR A60-CB @ |05-15/16-48| 0.8 | 0.5 |0.09 1 16IR 27NPT-CB [ J — |27 0.8 | 0.6 |0.06 2
60° | 16IR AG60-CB @ [05-30 8-48/1.5]1.1 /010 5 |1 16IR 18NPT-CB ([ J — (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 o — |14 1.511.110.08] 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|0.08 5 |1 16IR 08SNPT-CB [ J — 8 [1.5/1.0/0.13 2
16IR G55-CB ® | — |8-14/15]1.1]0.20 1
_ _ _ 55° Taper Thread for Pipe/BSPT (With Wiper Edge) pimensions (mm)
60° ISO Metric Thread (W|th Wlpel' Edge) Dimensions (mm) 8 pitch X v | corner
) Included| N itc Direction|Direction| Radius | PCS/ | .
O PitCh \re): on| \’GI on Cnger Cat' No. H Flg
'”;'n”g(f:d Cat. No. A Prectioniectior Rad E‘afﬁ Figl | 9 Q ['mam [vasid| POX | PDY | RE |72
& | mm [fieind PDX | PDY | RE 55-| 16IR 28BSPT-CB| ® | — |28 | 0.8 /06013 |2
16IR 075 ISO-CB | ® |0.75| — | 0.5 | 0.9 |0.04 2 16IR 19BSPT-CB| @ | — | 19 /1 0.8 ] 0.6 |0.18 2
16IR 100 ISO-CB | ® |1.00| — | 0.8 | 0.6 |0.06 2
16IR 125 I1SO-CB | ® |1.25| — | 0.8 | 0.6 |0.07 2| 60° American NPTF (With Wiper Edge) pimensions (mm)
60° 16IR 150 ISO-CB | ® |1.50| — | 0.8 | 0.6 |0.09 5 2 S . ) T oo
16IR 175 I1SO-CB | @ (1.75| — 1.5]1.010.10 2 Included, Cat. No 8 Pitch Direction|Direction| Radius | PCS/ E
16IR 200 ISO-CB | ® [2.00| — |1.5|1.1|0.13 2 Angle ’ ' 8 et PDX | PDY | RE Pack 9
16IR 250 ISO-CB | ® [2.50| — | 1.5 | 1.1 |0.15 2 ol 0 [ 5
16IR 300 ISO-CB | ® |3.00 — | 1.5]1.1]0.19 2 16IR 27NPTF-CB | ® | — 127 1 0.80.610.06 2
16IR 18NPTF-CB | ® | — |18 | 0.8 | 0.6 |0.08 2
60° Unified Thread (With Wiper Edge) pinens 60°| 16IR 14NPTF-CB | ® | — 14 1.5 1.0/0.13] 5 |2
i) per EAge) Dnerer ) 16IR 115NPTF-CB| ® | — |11.5/1.5| 1.0 0.08| |2
Included 8 Pitch Dw-’*éhoanthon %::ﬁ:‘z Pcs/ 16IR 08NPTF-CB L — 8 1.5]1.1]0.13 2
Cat. No. n ‘ Fig
Angle O Pack ) .
< | mm |l PDX | PDY | RE 60° UNJ (With Wiper Edge) Dimensions (mm)
16IR 32UN-CB ® | — | 32/05]0.9/|0.04 2 > ] B} v e
16|R 28UN'CB o - 28 | 0.8 | 0.6 |0.06 2 Included Cat. No % Pitch Direction|Direction| Radius | PCS/ H
16IR 24UN-CB ® | — | 24 |/0.8]0.7|0.06 2 Angle ' ' 8 Pack '9
16IR 20UN-CB | ® | — | 20| 08|06 /008 |2 <[l IEo e (EDMNGE
16IR 18UN-CB | ® | — | 18 | 0.8 0.6 |0.08 2 16IR 32UNJ-CB| ® | — | 32 /1 0.5]0.9/0.04 2
60° [16IR 16UN-CB | ® | — | 16 |0.8|0.7|0.09| 5 |2 16IR 28UNJ-CB| ® | — | 28 | 0.8 0.6 |0.05 2
16IR14UN-CB | ® | — | 14 | 1.5| 1.1 |0.13 2 16IR 24UNJ-CB| ® | — | 24 /| 0.8] 0.6 |0.06 2
16IR13UN-CB | ® | — | 13 | 15| 1.1 |0.11 2 16IR 20UNJ-CB| ® | — | 20 | 0.8] 0.6 0.06 2
16IR12UN-CB | ® | — | 12 115/1.1 1013 2 60° | 16IR 18UNJ-CB| @ | — | 18 | 0.8 /0.6 |0.06| 5 |2
16IR 10UN-CB | ® | — | 10 | 1.5| 1.1 |0.15 2 16IR 16UNJ-CB| ® | — | 16| 0.8 0.6/0.09 2
16IR08UN-CB | ® | — | 8|1.5[1.1]0.20 2 16IR 14UNJ-CB| ® | — | 14 | 1.5]1.1/0.09 2
16IR 12UNJ-CB | © — [ 12 11.5]1.1]0.11 2
55° Parallel Thread for Pipe/Whitworth (With Wiper Edge)  bimensions (mm) 16IR10UNJCB| ® | — [ 10 1 1.5[1.11015 2
Included Cat. N § Pitch D\rezuoanezt\cn %g:j?jsr Pcs/ Fi Insert Identlfication COde
| at. NO. [Te) 19
e Q [ 'mm [ POX | POY | RE 3K =176 | R 150 I1SO - CB
16IR 28W-CB ® | — | 28/08|0.6|0.12 2 l/j T
55° 16IR 24W-CB ® | — | 24/08|0.6|0.14 5 2 %/ \/
16IR 20W-CB () — 20 | 0.8 0.6 |10.18 2 (1)In‘sert5\'ze (S)Fee‘dD\rect\on (4) Pitch or TPI (5) Thread type <6)CT\pbreaker
Symbol nsoited e (nm) | | Symbol [Feed Direction| | & [Metric = Pitch x 100 | [lekig| Symbol Type Symbol {Description
16IR 19W-CB ® | —[19]08]06]0.18 2 y16\ 9.525 yR Right-handed E‘ﬂgﬁﬂp‘t |)so MetripThread iZB \mtmh:mesvey
o3 UN |Unified Thread
(2) External/Internal 2 150- Pitch 15mm " W _|Whitworth
Symbol |Distinction = 202071 L [NPT e dfoipe
E |External Symbol|  Pitch/TPI BSPT]| Taper Thread for Pipe
I |Internal 2 ?gfh %ﬁéﬂ?m“ o
Pitch : 0.5 to 3.0mm
TPI §t048
Slelm dnn

For these inserts, only SSTI type holders can be used.
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H Shim Selection

If the pitch is large or thread diameter is small, the lead angle
of the thread becomes larger and the effective relief angle of

the leading edge becomes smaller.

It is ideal to set the threading insert so that both right and left

2 relief angles are equal. B1~ Lead Angle
52 o . . (Ideal Setup)
53 Therefore, it is necessary to select an appropriate shim based on bl <1 im Angle
=F the thread pitch and effective diameter using the table below. '
[ Lead Angle
M Shim Selection Procedure
(1) Choose from [Right-Hand Thread / Left-Hand Thread] in the table. 5.1_450 5,1_350 ﬁ:-25°
: ’ " " Il For Internal: YI3-3P Bl For Internal: YI3-2P Bl For Internal: YI3-1P
(2) Locate the requwed threadlng '|o|tc.h . — _ ‘_
(3) Locate the cell with the required "Effective Diameter” range. i
4 Conﬂrm the‘part no. at the "Shim rovy above the co.rrespondmg =  EEETE
"Effective Diameter" cell located previously. If the shim part no. is 30 € AR
different from the one currently in use, change to the correct one. e | e * Standard shim supplied with holdet
E 20}
Example: When turning an M16x2.0 external right-hand thread, the pitch 5
diameter is 14.70Tmm. In the table below, locate [2.0]Jmm under o PPN o' el Ve |
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.
5 As such, the correct shim should be [YE3-1P], shown in the ; ‘ : : : : ‘
S , ., > 0 1 20 30 40 50 60 70
= corresponding cell under the "External Turning” row below. Effective Diameter of Threading Hole (mm)
(=
@ Pitch (mm)
Right-hand/Left-hand Thread For Right-hand Thread _
Lead Angle 4.5° S5 2.5° 1.5° 0.5° -0.5° -1.5°
€ External Threading YE3-3P YE3-2P YE3-1P YE3’ YE3-IN YE3-2N YE3-3N
'€ |Internal Threading YI13-3P Y13-2P YI3-1P YI3 Y13-1N Y13-2N Y13-3N
9 [Shim Angle (8) 3° 2° 1° 0° -1° -2° -3°
Pitch (mm) Effective Diameter (mm)
0.5 1.9- 22 22- 28 28- 43 43-11.4 >11.4 >11.4 11.4- 43
0.75 2.8- 33 33- 4.3 43- 65 6.5-17.1 >17.1 >17.1 17.1- 6.5
1.0 38- 43 43- 57 57- 87 87 -228 >22.8 >22.8 228- 87
1.25 47 - 54 54- 7.1 7.1-10.9 10.9 - 285 > 285 > 285 28.5-10.9
1.5 57- 6.5 6.5- 85 85-13.0 13.0 - 34.2 >34.2 >34.2 34.2-13.0
1.75 6.6- 76 7.6-10.0 10.0 - 15.2 15.2 - 39.9 > 39.9 > 39.9 39.9 - 15.2
2.0 76- 87 87-11.4 11.4-17.4 17.4 - 45.6 > 456 > 456 456-17.4
2.5 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
@® TPI (threads/inch)
Right-hand/Left-hand Thread For Right-hand Thread _
Lead Angle 4.5° 3.5° 2.5° 1.5° 0.5° -0.5° -1.5°
£ External Threading YE3-3P YE3-2P YE3-1P YE3' YE3-IN YE3-2N YE3-3N
‘2 |Internal Threading YI3-3P Y13-2P YI3-1P YI3 Y13-1N Y13-2N YI13-3N
¥ [Shim Angle (87) 3° 20 10 0° -1° _2° _3°
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 30- 38 3.8- 5.1 51- 7.9 7.9 -20.8 >20.8 >20.8 20.8- 7.9
27 36- 4.1 41 - 53 53- 8.1 8.1-21.3 >21.3 >21.3 21.3- 8.1
24 41- 46 46 - 6.1 6.1- 9.1 9.1-24.4 >24.4 >24.4 24.4 - 9.1
20 48- 5.6 56- 7.1 7.1-10.9 10.9-29.0 > 29.0 >29.0 29.0-10.9
18 53- 6.1 6.1- 8.1 8.1-124 12.4 - 325 > 325 >325 325-12.4
16 58- 6.9 6.9- 89 89-13.7 13.7 - 35.8 > 358 > 358 358-13.7
14 6.9- 7.9 7.9-10.2 10.2 - 15.7 15.7 - 41.1 > 4111 > 411 41.1-15.7
13 7.4- 84 8.4 -112 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 - 18.5 18.5 - 48.8 > 48.8 > 48.8 48.8 - 185
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
1 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 22.1-57.9 >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
-] 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 8% =1.5° (SSTE type: YE3, SSTI type: YI3).
Shims for lead angles of B = -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°.)

F116



SEC-Threading Tools

SSTE

M Shim Replacement

Recomme|
el

Remove the insert to Loosen the shim screw Remove the shim and Tighten the shim screw.
expose the shim. by one to two turns. attach a different shim (Recommended
that matches the lead. tightening torque 1.0
to 1.5N-m)
M Wiper Edge
Without Wiper Edge With Wiper Edge

- Performs threading without machining thread ridges (the - Enables turning of workpieces into shapes compliant
machined surface from the previous process is left unworked.) | with thread standards.

- Enables machining of threads with different pitch - Only specific thread specifications and pitch can be
widths with the same insert. machined.

- Finishing of the internal (or external) diameter is - In order to finish a thread with the wiper edge, a
required before the threading process. finishing allowance of O.lmm on each side is required.

- Fine burrs are easily formed on edges of ridges. - 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 15 Cutting Conditions: vc = 60m/min Wet, 8 Passes |

Modified Flank Infeed Radial Infeed Machining
Leading Trailing
Edge Edge

Feed Direction 50mm Feed Direction 50mm
—— i

chip control (performance).

Reduced curl diameters ensure smooth, stable Large curl diameters cause unstable chip control.

(RS (s R sl (GRS oo (TS eSSt LN s
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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
:.':% 1 0.24 0.25 0.25 0.28 0.28 0.30 0.38 0.40
ge 2 0.12 0.15 0.15 0.15 0.15 0.16 0.19 0.22
- 3 0.07 on 0.12 0.2 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
9 0.06 0.07 0.08 0.09
10 0.05 0.06 0.07 0.08
1 0.06 0.07 0.08
12 0.05 0.06 0.07
13 0.06 0.07
14 0.05 0.06
15 0.06
H 16 0.05
¢ M External Unified Threads (Depth of cut per pass: mm)
= Threads/Inch 32 28 24 20 18 16 14 13 12 n 10 9 8
Overall Depth of Cut (mm)) O0.50 | 0.57 | 0.67 | 0.80 | 0.89 | 1.00 1.15 1.23 1.34 1.46 1.60 1.78 | 2.00
No. of Passes 4 4 5 7 8 10 1 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 0.17 0.19 0.15 0.15 0.15 0.15 0.18 | 0.8 0.18 | 0.20 | 0.20 | 0.25
3 0.07 | 010 | 012 | 010 | 0.12 | O0.10 | 0.12 0.13 0.13 0.13 0.15 0.13 0.19
4 0.05 | 0.0O5 | 0.06 | 0.0O9 | 010 | 0.09 | 010 | 0.10 | 012 0.12 0.12 0.12 0.16
5 0.05 | 0.08 | 0.0O8 | 0.08 | 0.10 | 0.08 | O.MN omn 0.10 on 0.14
6 0.07 | 0.07 | 0.07 | 0.09 | 0.08 | 0.10 | 0.10 | 0.09 | 0.10 | 0.2
7 0.05 | 0.06 | 0.07 | 0.08 | 0.07 | 0.09 | 0.08 | 0.09 | 0.10 0.1
8 0.05 | 0.06 | 0.07 | 0.07 | 0.08 | 0.08 | 0.08 | 0.09 | 0.10
9 0.05 | 0.06 | 0.06 | 0.07 | 0.07 | 0.08 | 0.09 | 0.09
10 0.05 | 0.05 | 0.06 | 0.06 | 0.07 | 0.07 | 0.08 | 0.08
1 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
I 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 O.5mm or less.
When using an insert with a wiper edge, add machining allowance to the total depth of cut.

B Recommended Cutting Conditions

q [2 Alloy Steel q [3 Grey Cast Iron q S
Work Material ) Carbon Steel (Up to 330HB) (M) Stainless Steel (Up +0 330HB) 3 Ductile Cast Iron | Titanium Alloy

Cutting Speed vc (m/min) 75-150 75-135 60-120 90-180 75-135 24-90
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SEC-Threading Tools SST

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 n 12 14 16
1 0.20 0.22 0.22 0.25 0.25 0.25 0.30 0.30
2 0.12 0.14 0.14 0.12 0.17 0.18 0.19 0.20
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 omn
7 0.05 0.06 0.07 0.07 0.08 0.10
8 0.05 0.06 0.06 0.07 0.08 0.10
9 0.05 0.06 0.06 0.07 0.08
10 0.05 0.05 0.06 0.07 0.08
1 0.05 0.05 0.06 0.07
12 0.05 0.06 0.07
13 0.05 0.06
14 0.05 0.06
15 0.05
16 0.05
M Internal Unified Threads (Depth of cut per pass: mm)
Threads/Inch 32 28 24 20 18 16 14 13 12 1 10 9 8
Overall Depth of Cut mm)] 0.43 | 0.49 | 0.57 | 0.69 | 0.76 | 0.86 | 0.98 | 1.06 115 1.25 1.37 1.53 1.72
No. of Passes 4 4 5 7 8 10 n 12 12 14 14 16 16
1 0.20 | 0.20 | 0.20 | 022 | 022 | 022 | 025 | 0.25 | 0.27 | 0.27 | 0.27 | 0.30 | 0.30
2 0.10 0.16 0.16 0.12 0.13 0.13 0.15 0.15 0.16 0.16 0.18 0.18 | 0.22
3 0.08 | 0.O8 | 0.09 | 0.9 | 0.10 | 0.08 | 0.10 0.10 0.12 0.12 0.16 0.16 0.18
4 0.05 | 0.05 | 0.07 | 0O.O8 | 0.08 | 0.0O8 | 0.08 | 0.08 | 0.10 0.10 0.12 omn 0.15
5 0.05 | 0.07 | 0.07 | 0.07 | 0.07 | 0.0O8 | 0.09 | 0.08 | 0.10 | 0.09 | 0.12
6 0.06 | 0.06 | 0.07 | 0.07 | 0.07 | 0.08 | 0.08 | 0.09 | 0.09 omn
7 0.05 | 0.05 | 0.06 | 0.06 | 0.07 | 0O.07 | 0O.07 | 0.08 | 0.08 | 0.10
8 0.05 | 0.6 | 0.06 | 0.06 | 0.06 | 0.07 | 0.07 | 0.08 | 0.09
9 0.05 | 0.05 | 0.0O6 | 0O.0O6 | 0.0O6 | 0.06 | 0.07 | 0.08
10 0.04 | 0.O5 | 0.O5 | 0.0O5 | 0.06 | 0.06 | 0.07 | 0.07
1 0.04 | 0.0O5 | 0.0O5 | 0.05 | 0.05 | 0.06 | 0.06
12 0.04 | 0.04 | 0.0O5 | 0.0O5 | 0.06 | 0.06
13 0.04 | 0.04 | 0.05 | 0.05
14 0.04 | 0.04 | 0.05 | 0.05
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 O.5mm or less.
When using an insert with a wiper edge, add machining allowance to the total depth of cut.

B Recommended Cutting Conditions

] 2 Alloy Steel ] [3 Grey Cast Iron ] S
Work Material [z) Carbon Steel (up to 330HB) (M Stainless Steel (up to 330HB) 3 Ductile Cast Iron | Titanium Alloy
Cutting Speed vc (m/min) 75-150 75-135 60-120 90-180 75-135 24-90
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External Turning

External Screw-on
P =N I Metric Thread
STH Fig 1 T whitworth Thread
External Threadin @ . ?0
g‘ € TITTTEITTT g < 1 Suml mdll
T2 7
go | LF
I-E NS Maximum machining step = 6.5
e — 7
S TN@ :
AN
juy
HBL =
Figure shows right-handed (R) tool.
HOIder Parts Dimensions (mm)
Stock S— — ?!fgrilhl cumﬂighgtdge - %Oftft;,: Flat Head Screw Wrench
Applicable ] D
Cat. No. Fig D J
RILI w B LF | HF | HBH | HBL Insert Q)
STH R/LO810 @ @ 8 10 120 8 4 15 1
R/L1010 |®@|® 10 10 | 120 | 10 2 15 4 |BFTXO410NTW
o R/L1212F @@ 12 12 85 12 — 15 1 RTOS
5 R/L1212 (@@ 12 12 120 12 - 15 | THR/L type 1| BETXO41 INTW
o R/L1616H ©® @ 16 16 100 16 — 15 1
= R/L1616 (@ @ 16 16 | 120 16 - 15 1
R/L2020 ®® 20 20 80 20 — 15 1 |BFTX0410NT LT25NT
T O :
cc Insert ( Coated Carbide) Dimensions (mm)
o< ; -
] ACZ150 Pitch Overalll,, .. | Corner | X |Included |Cutting], . - Fig1 Rre
W Cat. No. Itc Length giid Radius |Direction| Angle Edge Ail)_ﬂ:;aetr)le Flg S v ><, o
RIL| mm |Threads/inch| L |W1| RE [PDX| PNA | Shape <TTFTS> | o~ ;%zé ,{
TH R/L6002075A @ | @(0.20t00.75| — 20 8 | — 1040 60 |(A) 1 i . (A?F\at Shape (B) Radius
R/L6002075B @ @ 020t00.75| — 20| 8 | — |0.40[ 60 |(A) 2 L=
R/L6005125A |® @050t0125 — |20| 8 |0.05(0.80 60 |(B) 1 <
R/L6005125B |@ @050t0125 — | 20| 8 |0.05/080 60 |(8)| 2112 Fig3 me U
R/L601015N @ | @ |1.00t01.50, — 20| 8 |0.10(1.25 60 |(B) 3 ‘
R/L550515A (@ @|0529t015848 to 16/ 20 | 8 |0.05|0.80] 55 | (B) 1
R/L550515B |@ |®|0529t01.5848 to 16/ 20 | 8 |0.05(0.80] 55 |(B) 2 Figure shows right-handed (R) tool.

Holder/Insert Combinations

Recommended Cutting Conditions 1€ A24

Feed Direction|

Right-handed

Left-handed

Cutting Edog Positon

Guide Bush Side

Back Turning Side

Guide Bush Side

Back Turning Side

arrow can be reduced, since the cutting edge
point is placed closer to the guide bush side.

with the arrow can be reduced, since the cutting
edge point is placed closer to the back turning side.

Guide Bush
Threadin
© I = _ =
Condition
~— . ~—
Holder STH R (Right-Hand) STH R (Right-Hand) STH L (Left-Hand) STH L (Left-Hand)
Insert TH R---A TH R---B TH L----B TH L----A
It is often used in common tooling for workpieces | Often used when a thread is at the middle of the With a left hand holder used, a sufficient cutting distance can be kept since
that have a thread at their top end. In this type of | workpiece or at the rear. the cutting edge position is separate from the guide bush.
Features| tooling, the necking width indicated with the In this type of tooling, the necking width indicated

For the left-hand holder, the selection of A type and B type is the reverse of the right-hand
holder. (B indicates the guide bush side while A indicates the back turning side.)
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%‘W Clamp-on
for Large External Pitch

2EGE

I Metric Thread

‘ \ )
G M E-T H Fig 1 T whitworth Thread
External Threading @
TTTITTITTT LF q g
- 83
- =
O «Q
e T
Figure shows right-handed (R) tool.
HOIder Parts Dimensions (mm)
Stock . wisth | overl Longen | Cuttims i | Cuttin e Clamp Plate| Support |Cap Screw| Wrench
Cat. No. Fig (’ S
R|L { N
H B LF WF HF ~A Q) %
GME R/L2525TH 25 25 144.7 29.3 25 1 (BFXOS4’I4 9 I(_FHOSSO 9
or Support) | (For Suppor
R/L2525THL 25 25 150.0 29.3 25 1 |GTCR/L |GTR/L BX0820 |LHO60
R/L3232TH 32 32 170.0 36.3 32 1 (For Clamp Plate)| (For Clamp Plate)
_|
Inserts (|:|Cemented Carbide) Dimensions (mm) g
Q
= L . . Corner [oR
Cat. No. g % 8 Pitch Thread Ridge Radius F|g Flg 1 2-RE =
=1 <|® =< @
(%) mm Threads/Inch PNA RE °0¢ = 1
MTG 40 ° 3to4 — 60 03 |1 Wy & I —— I
50 () 5 = 60 04 |1 > : o 2%
60 ° 6 — 60 0.5 |1 : At 538
MWG 40 () — 11 t0 9.0 55 0.3 1 N &5
50 [ — 8 t0 6.0 55 04 |1 ® -
60 [ J — 5to4.5 55 0.6 1
Recommended Cutting Conditions
Work Material [ Carbon Steel [ Alloy Steel |(M)Stainless Steel

Cutting Speed vc (m/min) 70-120 70-100 70-100
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External
Turning

S
i

External

External Turning

Screw-on / Lever Lock

Y rr— I Metric Thread
LT E Fig 1 ™ whitworth Thread
. Unified Thread
EXtemalummeadmg L P @ Taper Thread for Pipe
®
LH
S (5) -10° LE
A _
&= T
N
Holder Parts Dimensions (mm)
. x| e o fg:;u Cuég:sﬂliige CutﬁienighEtdge Hen ] Lever Pin Bo Shim  |Shim Retainer] Wrench
at. No. e} ig <
Al H B LF | WF | HF | LH @ ST/ @ (
LTE R2020 [ J 20 20 125 25 20 25 1
R2525 ° 55 55 150 27 55 55 1 LCL3S |LCS3TE |LSTE31-0[LSP3 LHO25
LTE R2525M22 o 25 25 150 32 25 28 1
R3232P22 ° 32 32 170 20 25 58 1 LCL4S |LCS4 LSTE42-0|LSP4 LHO30
Refer to page F129 for shim selection.
Fig 1
(TME300R only)
PDX
IC
|57 | v " TME350R,
EEE TME400OR )
“23.81 04.76
Close-up of Close-up of
Cutting Edge Cutting Edge
Inserts ( Cermet) Dimensions (mm)
Reference Pitch S fooe |oirestion|orertion] i [Trickoess Wiper | Applicable
ifees Ga, N, Cat. No 5] I i I Edpe FI)-|po|der 0
. mm  |Threads/Inch —| RE | PDX | PDY | IC S 9
TME 100R 16ER100ISO-TE| 1.00 — @® 011 | 0.8 | 1.2 |9.525 3.65| Yes 1
125R 16ER125ISO-TE| 1.25 — @®| 0.15 | 0.8 | 1.2 |9.525/ 3.65 | Yes 1
150R 16ER150ISO-TE| 1.50 — @® 019 | 1.0 | 1.2 |9.525 3.65| Yes LTE R2020 1
175R 16ER175ISO-TE| 1.75 — @® 022 | 1.2 | 1.2 |9.525/ 3.65 | Yes LTE R2525 1
60° 200R 16ER200ISO-TE | 2.00 — ® 026 |14 | 1.2 |9.525 3.65| Yes 1
Metric 250R 16ER250ISO-TE | 2.50 — @® 033 | 1.4 | 1.2 |9.525/ 3.65 | Yes 1
Thread 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 |LTER2525M22(1
400R 22ER400ISO-TE| 4.00 — @® 054 | 25 | 1.7 12.70| 4.60 | Yes |LTER3232P22 |1
TME 1020R 16ER102060-TE|1.00t02.0024 to 12| @| 0.11 | 1.1 | 1.2 |9.525| 3.65 No 1
1530R 16ER153060-TE[150t03.00016 to 8 |@| 0.19 | 1.6 | 1.0 |9.525| 3.65 No 1]
55° TWE 1410R 16ER141055-TEf — 14 to10/@| 0.21 | 1.4 | 1.2 |9.525| 3.65 No 1
Whitworth Thread 2416R 16ER241655-TE] — [24to16/@| 0.11 | 1.1 | 1.2 ]9.525| 3.65 No 11
TUE 24R 16ER24UN-TE — 24 |@| 012 | 0.8 | 1.2 |9.525| 3.65 | Yes 1
20R 16ER20UN-TE — 20 0.15 | 0.8 | 1.2 |9.525] 3.65 | Yes 1
60° 18R 16ER18UN-TE — 18 0.17 | 1.0 | 1.2 |9.525] 3.65 | Yes LTE R2020 1
Unified 16R 16ERT16UN-TE — 16 |@| 0.20 | 1.2 | 1.2 |9.525| 3.65 | Yes LTE R2525 1
Thread 14R 16ER14UN-TE — 14 |@| 0.23 | 1.2 | 1.2 |9.525| 3.65 | Yes 1
12R 16ER12UN-TE — 12 |@| 028 | 1.4 | 1.2 |9.525/ 3.65 | Yes 1
08R 16ERO8UN-TE — 8 043 | 1.8 | 1.2 |9.525] 3.65 | Yes 11|
o TPE 28R 16ER28BSPT-TE| — 28 0.09 | 0.9 | 0.7 |9.525] 3.65 | Yes 1
'5|'§per Thread 19R 16ER19BSPT-TE| — 19 |@| 015 | 0.9 | 0.7 |9.525| 3.65 | Yes 1
for Pipe 14R 16ER14BSPT-TE| — 14 |@| 022 | 1.6 | 1.2 |9.525| 3.65 | Yes 1
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-E

%@e External Turning
Screw-on / Lever Lock

2EGE

T =\ Fig 1 W Metric Thread
ST E BT Whitworth Thread
- o (4 - Unified Thread
External Threading = ‘ Taper Thread for Pipe o
N =
- =
I 2 ¥
AN LF =
- =
-10° <
\—/ E T
Holder Parts Dimensions (mm)
N o~ Widh v Tt Cuég:gnscige CuthLr;ghlEtdge Flat Head Screw | Wrench
Cat. No. < Fig \\\\\\
& H B LF WF HF Y @
STE R1212 o 12 12 100 16 12 1
R1616 ° 16 16 100 20 16 4 |BFTX03508 | 2.0 |TRX10
Fig1
(TME300R only)
PDX
5 -
IC * -
Q
o
v =
* | TME350R, &
RN } TME400R )
“03.81 04.76 Close-up of Close-up of
Cutting Edge Cutting Edge = m
50
Inserts ( Cermet) Dimensions (mm) g 3
. < Corner X Y Inscribed @ &
Reference Pitch 8 Radius |Direction|Direction C?rclee [ickess Wiper Applicab|e Q
[hiks Sell Cat. No o Edge Holder |9
B mm  |Threads/Inch| = | RE PDX | PDY | IC S
TME 100R 16ER100ISO-TE| 1.00 — ® 011 | 0.8 | 1.2 |9.525| 3.65 Yes 1
125R 16ER125ISO-TE | 1.25 — ® 015 | 0.8 | 1.2 |9.525| 3.65 | Yes 1
150R 16ER150ISO-TE| 1.50 — ® 019 | 1.0 | 1.2 |9.525| 3.65| Yes 1
60° 175R 16ER175ISO-TE | 1.75 — @ 022 | 1.2 | 1.2 |9.525| 3.65| Yes 1
Metric 200R 16ER200ISO-TE| 2.00 — @® 026 | 1.4 | 1.2 |9.525| 3.65| Yes 1
Thread 250R 16ER250ISO-TE| 2.50 — |®@| 033 |14 | 1.2 |9.525| 3.65| Yes 1
300R 16ER300ISO-TE| 3.00 — ® 040 | 1.8 | 1.2 |9.525| 3.65| Yes 1
TME 1020R 16ER102060-TE|1.00t02.0024 to 12|@| 0.11 | 1.1 | 1.2 |9.525| 3.65 No 1
1530R 16ER153060-TE|150t03.0016 to 8/@| 0.19 | 1.6 | 1.0 |9.525| 3.65 No 1]
55° TWE 1410R 16ER141055-TEf] — [14t0o10/@| 0.21 | 1.4 | 1.2 |9.525| 3.65 No 1
Whitworth Thread 2416R 16ER241655-TE] — |24 to16/@| 0.11 | 1.1 | 1.2 |9.525| 3.65 No |STER1212 |1
TUE 24R 16ER24UN-TE — 24 ® 012 | 0.8 | 1.2 |9.525| 3.65| Yes |STER1616 |1
20R 16ER20UN-TE — 20 0.15 | 0.8 | 1.2 |9.525| 3.65 | Yes 1
60° 18R 16ER18UN-TE — 18 017 | 1.0 | 1.2 |9.525| 3.65 | Yes 1
Unified 16R 16ERT6UN-TE — 16 @ 0.20 | 1.2 | 1.2 |9.525]| 3.65 Yes 1
Thread 14R 16ER14UN-TE — 14 @ 023 | 1.2 | 1.2 |19.525| 3.65| Yes 1
12R 16ER12UN-TE — 12 @ 028 | 1.4 | 1.2 |9.525| 3.65 Yes 1
08R 16ERO8UN-TE — 8 043 | 1.8 | 1.2 |9.525| 3.65 | Yes 11|
550 TPE 28R 16ER28BSPT-TE — 28 0.09 | 0.9 | 0.7 |9.525| 3.65 | Yes 1
Taver Thread 19R 16ER19BSPT-TE| — 19 |@| 0.15 | 0.9 | 0.7 |9.525| 3.65 | Yes 1
forPPi 14R 16ER14BSPT-TE — 14 @® 022 | 1.6 | 1.2 |9.525/ 3.65| Yes 1
pe
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) F123
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External
Turning
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External

External Turning

Screw-on / Drawing Pin

I Metric Thread

/ N\ Fig 1
T H E T whitworth Thread
External Threading g oTo © G Taper Thread for Pipe
<M
[RERREAN A Hiol
< 30
- LF
O
T T
N . N
\_L10°
Holder Parts Dimensions (mm)
T Width TR Cutting Edge Cutting Edge Drawing Pin|Set Screw| Wrench
Cat No é Distance Height Flg @
s H B LF WF HF a” S (
THE R-33 ® 20 20 125 25.0 20 1
R-44 ° 25 25 150 32.2 25 q [°R124 |BTDO510/LHO25
Z/o% Screw-on / Drawing Pin for SEC-
External External Diameter (Mini Holders)
e m—— Fig 1 ™ Metric Thread
T H E T wWhitworth Thread
External Threading 0° %Lt T @ Taper Thread for Pipe
ARRREEN S = "
. F umi Smai
. Sl 4 :
L~
17
Holder Parts Dimensions (mm)
Height Width Overall Length (G e Gt (%l Flat Head Screw| Wrench
Cat. No Ag Distance Height Flg \\\\\ _
. . '
& H B LF WF HF ) <
THE R1010-33 [ ] 10 10 100 8.6 10 1
R1212-33 ° 12 12 100 10.6 12 4 |BFXO410R | THO25
Inserts ( Cermet / [_JCemented Carbide) Dimensions (mm)
g % o Pitch Corner Included Cutting Appllcable 1.40 RE
Cat. No. 8 ': 2 Radius Angle Edge Holder
=|»n Design
mm  |Threads/Inch] RE PNA
NE R0O80 ® ® 0.80 — 0.08 60 A
R100 ®® 1.00 — 0.11 60 A
R125 ®® 125 — 0.15 60 B
R150 ®e® 150 - 018 | 60 | B 4.76
R175 ®e 175 —  |022| 60 | B o P
R200 ee 200 — 025 | 60 | B |THERSS —7/‘4’%" _/\AI .
R250 ®e® 250 — 033 | 60 | B |1ER1010.33 (aXE [ B type
RO815 ®/® ®D80t0150 — | 008 | 60 | C |jErings3 With Wiper Edge - With Wiper Edge
R1530 @ ® @® 1500300 — 0.18 60 C
WE R1410 ® = 14 to 10 | 0.21 55 | C VAN N2
R2416 ° — | 24t016 | 011 | 55 | C _K:\t(yﬁl A
PTE gfg - 32 8-?2 gg B Without Wiper Edge  With Wiper Edge
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SEC-Threading Tools

Inter

Internal Threading
nteral Screw-on

/ﬁ\ Fig 1 ™ Metric Thread

Unified Thread
- Min. Bore Dia. DMIN
Internal Threading . Bere 28 DCON
/A I~ | - %
\% =i [@?9 ) 4 I Sz
H »n =
L a
15° - LF
HOIder Parts Dimensions (mm) H
C N %‘) Diameter Height Overall Length CthE:gnEcige Cthit;'gangcige MmD.iS.ore F Flat Had ScreW WrenCh
at. No. ] ig Q)
%| DCoN H LF WF E1 DMIN & @ ﬁ
STI R316 [ ] 16 15 150 11 3.5 20 1
R320 e 20 18 180 14 5.0 25 [4|BFTX03508 | 2.0 |TRX10
Inserts ( Cermet) Dimensions (mm)
<
Reference PItCh 8 %Zg?ﬁg InACr‘vu(?:d Direit\on D\re\c(tion H
Cat. No. Cat. No. 2 9 Fig |
mm__ [Threads/Inch| —| RE |PNA | PDX | PDY Fig1 Close-up of PDX 4
TMI 100R 16IR1001S0-TI| 1.00 — @[0.04] 60 | 0.8 1.2 |1 Cutting Edge Rg H
125R 16IR125ISO-TI| 1.25 — ®|0.05| 60 | 0.8 |12 |1 o
150R 16IR150150-TI | 1.50 — |@[0.07| 60 | 1.0 | 1.2 | 1| 29:525%% : 5
175R 16IR175I1SO-TI| 1.75 — ® 009 60 | 1.2 | 1.2 |1 - ©
200R 16IR200I1SO-TI| 2.00 — ® 010 60 | 1.4 | 1.2 |1 o [ [T
250R 161R250150-TI | 2.50 —  |@]014| 60 | 1.4 | 1.2 |1 " 03.81
300R 16IR300I1SO-TI| 3.00 — ® 018 60 | 1.8 | 1.2 |1
TMI 1020R 16I1R102060-T1[1.00t0 2.00| 24 to 12 | @|0.04| 60 | 1.0 | 1.2 |1
1530R 16IR153060-TI1.50t03.00| 16 to 8 |@|0.07| 60 | 1.5 | 1.2 |1
For these inserts, only STI type holders can be used.

Buluingy
|eusalu|

N-m Recommended Tightening Torque (N-m) F125



Internal
Turning

Internal Threading

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

F126

Recommended Cutting Conditions 1€ A24

nteral SCFeW-Oﬂ
/STT Fig 1 DCON ™ Metric Thread
Internal Threadi © Sumi Smaill
> |Internal Threading =1 C 2N umio>omai
2 [ . LHD H
52
o O LF
88 :
= 10°
= = 7 )]
|
./
Holder Parts Dimensions (mm)
%‘_) Diameter Height ?gs;:g I:;g;gg Head M|n B Flat Head Screw Wrench
Cat. No. o prance ¢ Applicable Insert | Fig \\\\\\
@ pcoN | H | LF | we | twp | PR &
STHI 06 [ J 6 5.5 100 3.8 13.0 8.0 |TIR0O6 1 |BFTX0204NS
08 ([ J 8 7.0 125 4.7 17.0 10.0 |TIRO8 1 |BFTX0205NS |RTO06
10 [ J 10 9.0 150 6.0 20.0 12.0 |TIR09 1 |BFTX02206NT
Insert ( Coated Carbide) Dimensions (mm)
(@] . Cutting |Maximum . .
) ; Corner |Inscribed|r, .\ o e |Denth of [l ; E1: Cutting Edge Distance
Cat. No. Rg;ir?\ln;e N I(Drl:r(r:‘r; Radius | Circle | DiS(tjgnce ; Etuq ' AT_[I);:;ZEIGFig Fig 1 CDX: Maximum Depth of Cut
o |8 RE | IC | s | E1|CDX 60° s E1
5 | TIRO6 06IR041060-H|| @ [04t00.5t010[ 0.03 | 3.97 [1.59 | 0.7 | 0.5 |STHI06|1 IC - N\ RE
o RO8 08IR041060-H|| @ [04t00.5t010[ 0.03 | 4.76 | 2.38 | 0.7 | 0.5 |STHI08|1 J /
E R0O9 09IR041060-H|| @ [04t00.5101.0] 0.03 | 5.56 | 2.38 | 0.7 | 0.5 |STHI10|1 :60" 7E7/i7° 1 05
RE 7 ¥ '
I CDX



SEC-Threading

THI s

Internal Threading
nteral Clamp_on

et e\ Fig1 I Metric Thread
THI .
2]
Internal Threading é}\\ 1B O\ N .
T YES v et 3
Lo H gs
B\ ° Ss
LF &g
" r - - -
T \
Holder Parts Dimensions (mm)
; Clamp Plate|Double Screw| Wrench
. Overall Cutting [ Cutting _
Diameter | Height lergth _Edge Edge Width | Width THO25
Distance| Height >
o Min. Pilot Applicable \ ‘\1‘/
Cat. No. e Hole Fig| 2| Q)
& Diameter Insert "«I Q\%\\\\
DCON| H LF | WF | HF | B1 B2
LHO30
THI R216 ® 16 15 [160| 9.3| 7.5| 4 7.5 218 NI R2000 1 WB5-10
R320 ® 20 |18 |160[11.7]| 90| 6 | 90| 022 |NIR3OOO | 1 |“MBiyps.g3 THO2S
R325 ® 25 23 1180 (14.2(11.5] 5 |11.5 227 NI R3000 1 |CCM6BL|WB6-16/LHO30 —
>
®
Inserts ([ JCemented Carbide) Dimensions (mm) ‘é’_‘
a : Inscribed| . oo X Corner Ma”; ?elade Cuttlng . 8
Cat. No. 'CZ) ZIT::[%})] Circle |k Direction| Radius inlglg edge Aﬁ)-|p(il|((:jae?|e Flg Flg 1 == PDX
%] IC S | PDX| RE AN | design IS B type
NI R2000 @® 0.8 t01.5/6.350/3.18|0.85| 0.05 | 12 C THIR216 1 ©
R2150 ® 15 16.3503.18/0.85|0.07 | 12 B 1 ) With Wi.
per Edge
NI R3000 @®(0.8t02.59.525/3.18(1.35| 0.05 | 10 C THI R320 1 IC <RE
R3150 ® 1.5 [9.525/3.18|0.85|0.07 | 10 B THIR325 1 C type
R3200 ® 20 [9.525/3.18|1.10/0.11 | 10 B 1 E
l« AN Without Wiper Edge
- 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.

Buluingy
|eusalu|
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Threading
Tools

Threading Tool Depth of Cut Guide

H With Wiper Edge

2 Cat. No, | Reference Cat | oy |DepthiNoofl 0o ol 4l 5 | g | 7| 8| 9|10 1 |12]13 |14
£ No. of Cut |Passes
<
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
[9)]
.% TME 150R |16ER 150ISO-TE | 1.50 0.96/ 7 |0.22/0.18/0.14|0.13/0.12|0.10|0.07
c@ TME 175R |16ER175ISO-TE | 1.75 112 | 8 |0.22/0.19|0.16|0.14|0.13]0.12 |0.09|0.07
E TME 200R | 16ER 200ISO-TE | 2.00 125| 8 |0.25/0.21/0.18|0.16|0.15/0.13|0.10/0.07
- E TME 250R | 16ER 250ISO-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
© (0]
g 5‘ 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
Z 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
2 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| 0.120.10|0.09|0.08|0.07
>
e TMI T00R |16IR 100ISO-TI 1.00mm |0.63| 5 |0.18|0.16/0.12|0.10|0.07
© _8 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| 0.1 |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
g TMI 200R | 16IR 200ISO-TI 2.00 118 | 8 |0.22/0.19|0.17|0.15|0.14|0.13| 0.11 |0.07
E 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
© [9)]
o % TUE 20R |16ER 20UN-TE 20 0.85/ 6 |0.21/0.18/0.16|0.13]/0.10|0.07
| 8|TUE18R |16ERISUN-TE | 18 0.95 6 |0.22/0.20/0.18|0.16/0.12|0.07
E_} E TUE 16R | 16ER 16UN-TE 16 1.05| 7 ]0.22|0.20/0.17|0.15|0.13| 0.11|0.07
% E TUE 14R | 16ER 14UN-TE 14 1.20| 8 ]0.22/0.20/0.18|0.16|0.14|0.12| 0.1 |0.07
(0]
08 E 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 O8R |16ER O8UN-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
&£ 2| TPE 28R |16ER28BSPT-TE | 287p  [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
= =
'z | 2| TPE14R  |16ER14BSPT-TE | 14 1.04| 7 |0.22/0.20/0.17|0.15/0.13|0.10|0.07
& % TPE 1R 16ER MBSPT-TE | 1 1.50| 9 |0.25/0.22|0.21/0.19|0.17|0.15|0.13| 0.11 |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.

B Recommended Cutting Speeds

(Units: m/min)
e O 715004 7 T130A A30 ST10P
Mild Steel 100 - 150 70 - 120 120 - 180
@ Joscereon 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

Threading Tool Depth of Cut Guide

Bl Without Wiper Edge

o —
= Cat No, |Reference Cat|Comer) o - BeathyNoof 0t o o sl gl 7 | g | 9|10 |12]13]14] =3
= No. Radius of Cut|Passes 8 o
2 o g:
1.00mm |0.65] 5 [0.20/0.16|0.12|0.10|0.07| Q
1.25 0.84| 6 |0.20/0.18/0.16|0.13|0.10/0.07|
o | TME 1020R | 16ER 102060-TE | 0.13 |1.50 1.03| 7 |0.22/0.20/0.17|0.15|0.12{0.10/0.07
g 1.75 1.22| 8 |0.22/0.21/0.18|0.16|0.15/0.13|0.10|0.07
0]
E— 2.00 1.41] 10 |0.22/0.20/0.18|0.16|0.14|0.13|0.12|0.10/0.090.07 [a)
© 1.50mm |0.95 7 |0.22/0.17|0.14|0.13|/0.12|0.10|0.07 §
c -
EJ 1.75 114 | 8 ]0.22|0.18|0.16|0.15|0.14|0.12|0.10|0.07| (g
X
’% W | 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 a
[ =
o 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|0.09/0.08/0.07 "o-"
g 1.00mm |0.59| 6 |0.16/0.12|0.10/0.08/0.08/0.05| =
5 1.25 0.75| 7 ]0.16]/0.14/0.12|0.10|0.10|0.08/0.05
_|
«© o | TMI1020R |16IR102060-TI |0.06|1.50 0.92| 8 [0.18/0.15/0.14|0.12|0.10|0.10|0.08/0.05 ‘%
C
"r50 1.75 1.08] 9 ]0.18]/0.16/0.14]/0.13]0.12]0.12|0.10|0.08|0.05 ‘é’__
g 2.00 1.24| 10 |0.20/0.18|0.15(/0.14|0.12|0.12|0.10|0.10/0.080.05 @
'_
T 1.50mm |0.91| 8 |0.18/0.14]/0.14|0.12|0.10|0.10|/0.08/0.05
c m
o) 175 1.07] 9 ]0.18/0.16/0.13/0.13]0.12]0.12|0.10/0.08|0.05 §|,>_<,,
= S5 0
= 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|0.080.05| g §
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 a
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
5 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| cg
l_S (60 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
Ll o
L= 16 1.03| 7 ]0.22/0.20/0.17|0.15/0.12|0.10/0.07 —
= 23
E © 14TPI 1.07| 8 ]0.20/0.17]/0.15|0.14|/0.13|0.12|/0.09/0.07 50
c | c =3
= Q 12 1.29| 9 |0.22/0.20/0.17|0.15|0.14|0.13|0.12|0.09/0.07| tg ik
o X
ow 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|0.090.07
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. =3
Q
M Shim Selection for External Threading Tool LTE series Holder
; (9]
B = 3° (Shim LSTE?OQ) B = 2° (Shim LSTEOO-1) Section A-A g
Thread Groove
Difficult-to-Machine Area & ./
40t o= 36 \
- B=2° \
~ Ab B
£30+ VAR -
E 0 g=1° Al LSS\ A | f
£ (Standard Shim LSTEOO-0) nsert (I
220F v \ B
[ Y A < y N f
r Shim \
1.0+ B
r Lead Angle
o) 16 26 36 4‘0 56 6‘0 S}andard shi‘m that comes with LTE has 8" =1°.
} ) ) B = 2° 3°shims are sold separately.
Effective Diameter of Threading Hole (mm) STE and STI type holders do not come with shims.
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