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Enterprise brief introduction

Chengdu Tool Research Institute Co.,Ltd(CTRI),was accepted into China National Machinery Industry
Corporation (SINOMACH) in1999.SINOMACH ranked 334 th on World Top 500 List in 2017.CTRI,founded
in 1956 formerly under the direction of China’s Machinery Ministry,is the sole comprehensive tool
researching and scientific developing institution in China’s machinery industry.CTRI is principally
engaged in researching,developing,manufacturing and selling tools,measuring instruments and
surface modified technique and equipment.Also,CTRI is the bellwether in China’s tool industry
development,products standards,and products quality control etc.And CTRI publishes Chinese Core
Periodicals Tool Engineering.

These following organizations are subordinate to CTRI:National Center of Supervision and Inspection on
Cutting Tool Products Quality China Metal Cutting Tool Engineering Association (CMCTEA)Tool Session
of China Machine Tool&Tool Builder’'s Association State Tool Quality Supervision&Inspection Center

Branch of China Instrument Society for Mechanical Measuring Instruments.
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Industry Status

HEBTAMEMBRETETUME. RAMTALFE. T
RO, ATARERERKMN:

Chengdu Tool Research Institute is a leading scientific research
and technology center in China tool industry. It also works as a
supporting institute for the following organizations:

hEM I & BYIEITI AR AN S
China metal cutting tool Engineering Association

FEHNKIETIHETESS

China Machine Tool & Tool Builder's Association Tools Branch
PENBFNRFSHNHENINREFS

China Instrument and Control Society
ExRTIEREEEENH O

National Tool Quality Supervision and Monitoring Center

MU Tl 8 B 8= MR E B RN F 0

Mechanical industrial measuring instrument products Quality
Supervision Testing Center

ERiftd 0@ miee /T RIAFT L1 =

China Import and Export Commodity Inspection Bureau tool
accredited laboratory

ERiftH Om et FHERSUATTEEE

China Import and Export Commodity Inspection Bureau
measuring instrument for Laboratory Accreditation
MERENEEERREENE (TIR)

Scientific and technological achievements identification of
national inspection agency (tool)
MR EE BRI (BERELO

Science and technology achievements inspection level inspection

agency (measuring)
EETIBREUBRARZERSHBL
The tool Standardization Technical Committee Secretariat
cESREUREURARZRSHBL
The measuring tool and instrument Standardization Technical
Committee Secretariat
ISO/TC29 (THR) PRREEMYAN BN
ISO/TC 29 (tool) P members internally controlled unit
ISO/TC213  (F=EAIJLIAIFJLAT R AR MTERGE) PRAERN
JEIm = iva
ISO/TC213 (geometry and geometry specification and inspection
of products) P members internally controlled unit
CNACL EZIAF S8 =
CNACL National Laboratory Accreditation
(LEHEAR) FE4t
Tool Engineering
ExEETRE S~ DR#HF L
National Precision Tool Productivity Promotion Center
FENM IS BB T AR A TS
China metal cutting tool Engineering Association
hENMIEZREFTRESRVEIZELERS
China Institute of mechanical engineering, production engineering
branch, cutting Committee
MIEMmIEFSMMIELERS
Sichuan Mechanical Engineering Society Machine processing

professional committee

B R R

Scientific Achievements

BRETARTMEUE, EZMFUTRIGHR:
Followings are main scientific achievements since the foundation
of CIRT :

— ER&RAR=I:

three National Invention Awards

WRBRRENEHFEA KA-FR

The second prize in new technology of integrated error measuring
gear Invention

PRERATFRIZRIEN KA-FX

The second prize in mono-crystalline diamond brazing technology
and solder Invention

THZEE T REESEN KA=FR

The third prize in Wuxi easy grinding high speed steel

= ERBEELS R\

Eight "the national science and technology progress awards"
BRTAFRITENGIEMRY —FX

The second prize in The formulation and implementation of
measuring tool products standard
HIREIEREEWRIRT]) =FX

The third prize in the module of carbide gear hob
MEFRAUMRENERRENEA =ZFX

The third prize in PCBN mechanism and application
REBRRAETFRERRREERR =FXL

The third prize in researching coated carbide inserts integrated

technology and equipment

QPQEIAE A BRARMERE —FX

The second prize in composite treatment technology for QPQ salt
bath and complete sets of equipment
ME—FULRMNSEES T (BEHB) =K

The third prize in Electromechanical integration development
prediction and comprehensive analysis (cooperated projects)
MBIENZSET Rt e R R A A R BNWMERMRG LHER (&
fEmBE) =%X

Research on dynamic fracture properties of materials and its
application in the typical mechanical parts on the (cooperated
project) the Third prize

M Tk HiEE (B1EmE) —FR

The second prize in Machinery industry common database

(cooperated projects)

= HEbMEHESE
The Provincial Department of science and Technology Progress
Award

12151 (B%)

121 items (omission)
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Human Resources

SRFEBFRTI00R A, EPFRHIAR0A, BRETEBN
ERBERIA, EZEREFFEE26A, EBRERISA,
MRAZSRILEMIN, SRIEIFIAN, SRITHID.
BRAFIMION. PHRFEARARILON, MEHREI4A, K
mEE1460AN, TSR, EEME. BF. HEH. #l
B—ktETl.

CTRI presently has almost 400 employees, 320 of whom are
technical staff, 3 state-level experts with outstanding contribution,
26 recipients of government special allowance, 15 ministerial
level experts, 27 professor level senior engineers, 103 senior
engineers, 10 senior accountants and senior economists, 140
intermediate technical staff , 14 with master degree, 146 with
college diploma and employees are widely involved in
machinery, metal materials, electronic, computer,
electromechanical integration specialty.
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Competitive Advantages

BRIRBIEMRAEATIRME, BEERUFIIASH
EINRGHRMIEAR, TIRREEUSERAREERSE. K
BRBFEEMOLHHIE, BENERAEERFRARURITE
MR FRARG, BT REFNEER. BORERAMR
%, MSHHTUERESAHERIRT]. BREEHEE
FETIE. BRETA. JTARABURALEE. WRNE
S BAMERFAMES R, B30FT&0L. Sk
AR @E = RBEARGEH, XERMBZAKELTERGE
K E PRI IFHIKF

Chengdu Tool Research Institute has formed a completed and
unique technical competitive advantages in tool material, precise
and complex shaped cutter and NC tool design and processing
technology, cutting tool surface modification and strengthening
technology and equipment, large-scale design precision instrument
manufacturing, laser and photoelectric sensor technology and
computer software technology. It initially formed six leading
products including carbide treading tools for oil pipe, carbide
precision special-shaped inserts, super hard cutting tools, tool
surface strengthening technology and equipment, gear measuring
instrument, laser measuring instrument. Those products are
supported by more than 30 core, high-tech products technology
structure and most of these products and technology are leading
technologies in the domestic and international advanced level.

==l

Quality Control

FREINIE:
1S09001:2008
Quality Certification:
1SO9001:2008

BREF%t:

UBERHAHES, UREEEARIE, URFESU#H A%
i, ARE#HE A ER.

Quality policy:

To make technical innovation as the guide, the quality of
management as the guarantee, continuous improvement as the

core and take customer satisfaction as the goal.

REBR:

* BHIIS09001: 2008%RAE, EIFISO9001: 20085 EEIE I
RINE, HRFERBYIET.

* FARRNEOIF, SERUTFLH~RmIEFHTE2mL L.

* UREEEARIE, MBLIRES, SREFSsH, ~m
RERIEKRE, BRERET EBEEI00%. —=FAEES
FERAERERSE% UL, MR EEEEEI95%.
* DAEAXIER, BHEDTHER, —FAEMTHEER
R98% L L, BESRIFHRIRIXE]100%,

* MBERRFAE, EXREEHAET, EXRERLE
The quality objectives:

% in carrying out the standard of ISO9001:2008, through the
1SO9001:2008 quality management system certification, and keep

the system running effectively.

% technology innovation, design and develop more than 2 new
products or new projects each year

% to guarantee the quality management , strengthen the process
control, carry out continuous improvement, refine on product
quality, to ensure 100% products manufactured pass rate. Increase
leading products pass rate to 95% in three years and the finished
product inspection pass rate to 95%.

% customer focus, improve customer satisfaction, three years to
make customer satisfaction rate reaches above 98%, to solve
customer complaint rate reached 100%.

Y% customer major complaints to zero, a major quality accidents to

zero, zero accident of major equipment.
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AR 55 & 32

Service management

BHRE:
LB ARPRS

R 55 %8 -
RUTHEH B P EIEFEK

PR 554t -
R, REf. BY, EAFREE—R~RI—RRS

Service Aim : put one's heart and soul into service for the user

Service Commitment: to meet the reasonable needs of users as far

as possible

Service standards: rapid, timely, effective, provide first-class

products and first-class service to users
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Business cooperation

- ERESEAEELIPESNER

- 5{&Eklingelnberg AR A1E, #HERMER AL OEER

C TESESMARIBHTRARRZ RS &1E

- EERXERK. KRBT ENREARZ RS &1E

- SRELEKESAARAE, 2ARALLIEZMNERE

&b
Ae

= cooperation with the United Nations to establish Chinese
instrument base

cooperation with Klingelnberg (Germany), bevel gear
measurement technology exported to Germany

technological exchanges and cooperation with foreign
companies
A wide range of cooperation and technological exchanges with
colleges, universities and large domestic enterprises

cooperation with British consulting company to improve

corporate image and management ability
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Grade and application of carbide

= ]
Grade Metallographic

ERMRERRIENA

Performance and application

GY0124

ZMSRASBERM, AREMNL, BEPDHERE, BERTEREL
MIAR. PREFRENE (2155, K55, N8O, L80%E) M. EEIRMKIE
FHEARAL o

Using good red-hardness and toughness body, working with PVD coating suite
for tubing, casing and coupling threading cutting on low to middle and secondary high
grade steel ( like J55,K55,N80,L80 etc.) on the high-effective threading machine.

GY0326

ZESRASEERE. ABEMtE, ARFUPEERE, RFHERER
PVOIRE, BMTJEMMENE . EATERELINMI S SRWHK (AN80,
P110%F) JhE . EEIBLIERFIRL.

Using good red-hardness, toughness and excellent impact resistance body,
enhance abrasive resistance after PVD coating. Suit for tubing, casing and coupling
threading cutting on middle to high grade steel ( like N80,P110 etc.) on the
high—effective threading machine.

GY0127

ZMESXABES. TEMHFHNER, EERMERE. ERATHIE
HHE. EERQUMI, UARMIAMEAEI. AmhE. HhrEFRINRL.

Using good red-hardness and toughness body, Working with anti-adhesive
coating. Suit for middle-low speed cutting thread on tubing, casing, drill rod, drill
collar and sucker rod.

GY0328

ZEMSXAEESBENEME., T, jubhsitteEnz, RFHEEMR

S Sam EMPVOAE, BT )BTRS AT E . & AT m TEERM R

(AR &, dufm, MHFH, BCrF) WmE. EFRYAIERIZRL, URIZRT
BRI EE YA .

Using good red-hardness and toughnesbody, excellent impact resistance.
Working with high temperature resistance and wearable coating, to improve tool’s
anti-adhesive and abrasive resistance. Suit for hard-working material(like: nickel
base, sulfur resistance, collapse resistance and containing chromium) tubing, casing
and coupling threading cutting, also suit for their high speed cutting condition.

GY17

ZhES BEARFHm BT, ERTRIRTINEREERRETET]
RERAIRBEARAE, #HITREABRFIERARLE.

For its good red-hardness and toughness, this grade is suitable for chipbreaker
and other type insert, coating or un-coating.
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The code introduction of carbide threading inserts for oil pipe

B

Example: B 5B ] 2 Soo= 2 1
@ @ ® @ ® ®

iR O—FRRBYITI FERELNRSER S

Introduction: Stands for the threading machine or company name.

"SK" RA—RREUITELNETIF . "BP" "BC" RN ERIEEFLNNTI F . FRIEELN BRI R AR R

bz 28

"SK" stands for the insert used for the NC threading machine. "BP""BC" stands for the insert used for the specific

NC threading machine. If not used for the NC threading machine, do not show any code.
@ — RIEL IR IR SR AR I T
Stands for the code of thread types or thread pitch
8 —FRIBREP=1/8"(=3.175mm)#EE | : 1689 AMmE . BEEVEEBL.
8P=1/8 "(=3.175mm) V type round thread of tubing and casing(taper1:16).
10— R RIZEEP=1/10"(=2.540mm) #EE | : | 6FY A H M E VR BB L .
10 P=1/10 "(=2.540mm) V type round thread of tubing (taper1:16).
SB—FR/RZBEP=1/5"(=5.080mm)$#EE 1: 1680 A B E fmih BURL .
5B P=1/5"(=5.080mm) buttress thread of casing(taper1:16).
5B+D— R RIEIEP=1/5"(=5.080mm)FE E 1: 1 2B A MBS RiE EIEL .,
5B+D P=1/5"(=5.080mm) buttress thread of casing(taper1:12).
4Y1—FRRIBEEP=1/4"(=6.350mm)AYV-0. 038REERE 1: 6HY A shEh AT HELIRL
4Y1 P=1/4"(=6.350mm) V-0.038R thread of oil drillrod connector(taper1:6)
4Y2— R RIZIEP=1/4"(=6.350mm)AIV-0. 038REEEE 1 : 409 HER AT LR 4T .
4Y2 P=1/4"(=6.350mm) V-0.038R thread of oil drillrod connector(taperl:4).
5Y3—FRRIEEEP=1/5" (=5. 080mm)AIV-0. 0405 1: 48975 hshATiEK1840,
5Y3 P=1/5"(=5.080mm) V-0.040 thread of oil drillrod connector(taper1:4).
4Y4—FRIBIEP=1/ 4" (=6. 350mm)AIV-0. 050 1 : 4B0 A b AT HEskiBay,
4Y4 P=1/4"(=6.350mm) V-0.050 thread of oil drillrod connector(taperl:4).
4Y5—RNREEP=1/ 4" (=6. 350mm)AYV-0. 050%EE 1 : 6RYA ML AT HESL IR,
4Y5 P=1/4"(=6.350mm) V-0.050 thread of oil drillrod connector(taper1:6).
6Y6—FRRIZEEP=1/ 6" (=4. 233mm)AIV-0. 055HEE 1: SBY A S shATIEKIB 4L,
6Y6 P=1/6"(=4.233mm) V-0.050 thread of oil drillrod connector(taperl:8).
4Y7—FRRIZEEP=1 /4" (=6. 350mm)BIV--O. 0655EEE 1 : 6B A HE AT ik iB 4y
4Y7 P=1/4"(=6.350mm) V-0.065 thread of oil drillrod connector(taperl:6).
4PAC—3R/RIREEP=1/4" (=6. 350milf AIV-0. 0768 1: 889 A AT IEKIRLL
4PAC P=1/4"(=6.350mm) V-0.076 thread of oil drillrod connector(taper1:8).
30H9— F/RIREEP=1/3" (=8. 467Tmm)RIV-0. 084HERE 5: 48H0 A kAT kAR
30H9 P=1/3"(=8.467mm) V-0.084 thread of oil drillrod connector(taper5:48).
@—RFHE “W’ FoxmMIiMEL, F& “N” RxMIALRL.
W — external thread N—internal thread.
@—RB¥FL 2. 3. 4A9FRRTIAYIEITIER.
The character 1.2.3.4 stands for the number of the edges.
O—R¥F1. 2. 3. SKREREMIHIT) LHERIEE .
The character 1.2.3.8 stands for the number of the teeth per edge .
©—R 1. IFZLHFRATENTIREREL, XR—FEEHERIRLE.
The character I .1 stands for the different teeth types. If only one type, don't show any code.
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APl (=87 AilHE . EEFEIRSTEA RS APl FilimE. EEEIRLN > ColinetR 5IFIZLNT] K
The type of API tubing and casing round thread API tubing and cashing round threading > Colinet series round threading inserts
SMBLLT] B External threading insert )
e J—
gL () \T\rpso R
Internal threading(connector) T JJ\/
P | M~ -
c < R
1 5 1 [ O
g e
|
| 4.74 15. 76"
30° [ 30° 1T 2SS Sy HE IRLTINE H . BB 28 e
% Ordering code Teeth/Inch Taper Thread form Chipbreaker Grade
- c
— - c ~ T
a . APIHEERIRL
| 2 - I C8W1-31(15°) 8 116 | APl round tubimg woshing thread | 1554 | 5.98 |BXCQWIBT | 0124, 0326
° ° . . . APHEE[FIZL
30 30 C8W1-32(15°) 8 1:16 AP round/tubinggcashing thread 15.86 4.393 |BXCQW1B I 0124. 0326
: AP E EIMEL
C10W1-31 10 1:16 AP round tubing thigad 1516 | 567 |BXCQWIBI | 0124, 0326
. AP E BSR4
é C10W1-32 10 1:16 API round tubing thread 15.45 4.4 BXCQW1B I 0124, 0326
& | L
i 90° — °
sMES (BT i ]
% =
External threading(Pipe) BRI AY
Axes of thread q.[ T 1 fany
- - - - - - < N ©
NN
4.76 20 1
e . L S FFY  HE LA Eid] H L W fE 25 &=
AHHE. EERBENSH Ordering code Teeth/Inch  Taper Thread form Chipbreaker Grade
Date of tubing and casing round threading - s
. o APIHEERIRL
C8W1-31(12°) 8 1116 | APl round tbme sashing thread | 156 10.2 | BXCQW1BII 0124. 0326
ENES 1/8" F & 110" 8 caw1-32(12°) | 8 116 | o APUHEEERE | 159 | 861 |BxcQWIBII| 0124, 0326
Parameter of thread 8 tooth/inch 10 tooth/inch
L
4235P — Y
. 3.175 2.54 ——
Pitch
F~—
)
RiG= . EEH < 1 ‘
Height of the primitive triangle degree 275 220 < ~
— | <
FREEhs=hn 7.5
5
Height of the tooth 1.81 1.412 15. 93
WS R G aa = RS FiFY  HE LA il [ 25 e
5 IFUHI 7518 Scs=Scn 0.508 0.432 Ordering code  Teeth/inch  Taper Thread form 4 - Chipbreaker Grade
Scraping height of crest
i _ APIHEE[RIZL
FIEH|F & Srs=Sm 0,430 556 C8W1-3 8 1:16 | APl round tubimg cashmgthread | 1575 | 44 | BXCQWIBI| 0124, 0326
X ; . . ] ) APIHE EHR4L
Scraping height of bottom c10w1-4 10 1:16 AP round tubing thread 15.75 25 BXCQW1B I 0124. 0326
PAGE-08
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ﬂ; APl HilhE. EEFEIZL > ColinetRFIFRLNT] & APl HifilE. EBENRELY > PMCRYIEENT] A
API tubing and cashing round threading > Colinet series round threading inserts API tubing and cashing round threading > PMC series round threading inserts
AIBLYT] F Internal threading insert SMEZLYT] B External threading insert
L
—
M 10#)7/
L
I o— &
| <
£ -
—+ £ e
16 5
25 -
BS FrFY  HEE LEEvg il H L LS r2E= 5.185 15.93
Ordering code Teeth/Inch  Taper Thread form Chipbreaker Grade
. : APIHEERIRL
C8N1-7 8 116 | o) ioind e ooshgread | 15715 | 37 | XCON1BIIL | 0124, 0326
. APIHE ER4L BS BT EE BRLFNRY W[ 2% WS
C10N1-8 10 1:16 X 15.49 25 XCQN1BIII 0124, 0326 £5 RS =
AP round tubing thread @ Ordering code  Teeth/Inch Taper Thread form H L Chipbreaker Grade
4.5 ey v
30T |, PBWI-31(127) | 8 | 1146 | adlmCEMREL | 447 | 772 | XPSWA-31. XPBW1B| 0124, 0326
\,’90 b TS :
- o : APIEERZEL
P8W1-32(12°) 8 1:16 AP round casing thread 1496 | 6.67 | XP8W1-31. XP8W1B | 0124. 0326
T i . : APIEE L
] P8W1-33(12°) 8 1:16 AP round casing thread 15.04 5.61 | XP8W1-31. XP8W1B | 0124. 0326
Sth&EsE v
° BP8W1-31(15°) | 8 116 | (MPUREERN | 4471 | 772 |XPew1-31. XPBW1B| 0124, 0326
5 . . AP E [EE24L
BP8W1-32(15°) 8 1:16 AP rou/nd tubing thread 1496 | 6.67 | XP8W1-31. XP8W1B | 0124. 0326
B= gy HEE LEEAvE il W /E R = BP8W1-33(15°) 8 1:16 API;EE*gEf%éI 15.04 5.61 | XP8W1-31. XP8W1B | 0124. 0326
. H L . API round tubing thread
Ordering code Teeth/Inch Taper Thread form Chipbreaker Grade
- : AP EE EIRLL
C8N1-4 8 1:16 API roundltubing cashing thread 15.7 3.1 XCQN1BII 0124, 0326
. AP E RISRL
C10N1-5 10 1:16 APl oL tbing iread 1575 | 25 | XCQN1BII 0124, 0326 L
6. 5°
L e LU VA v
PUAVAVANEEER j; 7

[I]
% 5.185 16

7 4.76
15.76
BES T HE B2 HNE =g &=
Ordering code Teeth/Inch Taper Thread form H L Chipbreaker Grade B BFY  EE el H L R &S
e . Ordering code Teeth/Inch Taper Thread form Chipbreaker Grade
- . APHEEREZL
C8N1-3 8 1:16 API round'tubing cashing thread 15.5 4.0 XCQN1B 1 0124, 0326 APHEEEL
] APLHEZ RZL P10W1-31 10 1:16 4 T 14.315| 7.3 | XP10W1-31. XP10W1B| 0124. 0326
C8N1-3F 8 1:16 | Api round tubmg cashing thread | 157 | 315 | XCQN1BI 0124, 0326 API round lubing thread
P10W1-32 10 | 116 | APUHEEIRE | 1457 | 646 |XP10W1-31. XP10WIB| 0124, 0326
E: C8NI-3FAREETHELTI A APLEEEIED
- . L
Remark: C8N1-3F reverse feeding threading inserts P10W1-33 10 1:16 API rou/nd tubing thread 14.65 561 | XP10W1-31. XP10W1B| 0124. 0326
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A’\ AHERYIA > EEY N R
EingsT  Carbide threading tools for oil pipe
<che = = Sk = A =
ﬂ}' AP| BifilE. EBELRELY > PMCRYIEERXT] A APl HifiHE . ETENRL > ERTIEERXI) A
API tubing and cashing round threading > PMC series round threading inserts API tubing and cashing round threading > Papilionaceous series round threading inserts
REZLYT] B Internal threading insert JMBELLT] B External threading insert ]
L2
-— N\
N
/ B
) . P ] T
—LT N
EAVAVAVAVA VNS 5“1:3 ®10.17
60°
. 16
0 $ Bs Frtr HERE LA il H L W=
e 7 ETE Ordering code  Teeth/Inch ~ Taper Thread form Grade
R ° . APIHE 2L
B8W2-3(15°) 8 1:16 AP round'ibing thread 17.09 0.32 0124. 0326
a(4oe ) APIEE[RR4
gl-{'F:T' ﬁﬂ’]’;f%l iﬁE ﬂ?ﬂ?ﬂﬂ H L %E% Hﬁ-':q BEW2 3(12 ) 8 1:16 API round cgasing thread 17.09 0.32 0124, 0326
Ordering code Teeth/Inch Taper Thread form Chipbreaker Grade ] . APLHE R4
B10W2-4 10 1:16 API round tubing thread 17.09 0.32 0124. 0326
: APHE EIEL
- 10 1:16 " 15.34 3.7 -8, 0124. 0326 L
P10N1-8 API round tubing thread XP10N1-8. BXPQN1C PIYELY T] /i Internal threading insert
. AP E S EEL XP8N1-7, XP8N1-7A L)
P8N1-7 8 1:16 AP round'tubing cashing thread 15.715| 3.7 XP8N1-7B. BXPQN1C 0124, 0326 I
@ ) ‘ \ <\ ‘
$10.17 X
60°
ﬁ_!% ESI PRy HERE IRA A H L W=
Ordering code Teeth/Inch ~ Taper Thread form Grade
] ) APIHEERIRL
B8N2-3 8 1:16 API round tubing cashing thread 17.09 0.32 0124, 0326
» . APIHE [ERLL
B10N2-4 10 1:16 AP rou'ndﬁbing thread 17.09 0.01 0124, 0326
pm
BS gt 5:35 R4 nE H L W=
Ordering code Teeth/Inch Taper Thread form Grade
. : APIHEERIRLN
B8N2-5 8 1:16 API round/tubinfcashing thread 21.84 3.24 0124, 0326
PAGE-12




PN\ mimgEgg e > g8gnk

EingsT  Carbide threading tools for oil pipe

AP| HilHE. EEEEN > SATIEEN T A

API tubing and cashing round threading > S-series round threading inserts

APl FilHE. EEERLN > URIIERNT

API tubing and cashing round threading > U-series round threading inserts

Hy

HMBLYT] B External threading insert AERLY 7] K Internal threading insert

L 10° L 4
‘ L 6.35
_I\/'\/{/\_/\/sL
- N~ ‘ — | =
O O E=
o B S
a1\ gy | -
| | '
45 24 4.5 6.4 24 5
Al SHFH  BE 1N ’ . s Be SHFN  HBE RN ’ . s
Ordering code Teeth/Inch ~ Taper Thread form Grade Ordering code  Teeth/Inch  Taper Thread form Grade
R ) APHEE R R . APLHEERRL
S8W2-3 8 1:16 API round tubing cashing thread 12 12.815 0124, 0326 UBN1-7 8 1:16 API round/tubing cashing thread 14.85 3.4 0124, 0326
) i APHEERIRL i . APIHEE RRL
S10W2-3 10 1:16 AP round tubing cashing thread 11.93 16.48 0124. 0326 U8BN1-7F 8 1:16 API round tubing cashing thread 14.85 3.4 0124. 0326
R . APIHEERRL
U10N1-7 10 1:16 API round/tubing cashing thread 14.85 7.4 0124. 0326
7F: USNI-TFAREIETHEN T A
Remark: U8N1-7F reverse feeding threading inserts
AIZ4YT] K Internal threading insert
10°
L L 6.35
/\/\/\/\/\/\/\/\
j C\ - ~_
4.5 24 4.5 6.4
ns gy EE sgerinAy H L hEs
Ordering code Teeth/Inch ~ Taper Thread form Grade
3 . APIHE RHRLL
S8N2-4 8 1:16 API rou’nd tubing thread 124 12.815 0124. 0326
. . APIHE EH24L
S10N2-4 10 1:16 API rou’nd tubing thread 124 12.815 0124. 0326
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EingsT  Carbide threading tools for oil pipe

ﬂ; APl HililE. EEENELN > WE TR TIERNT] A

API tubing and cashing round threading > Double-side series round threading inserts

4MBLYT] K External threading insert

APl HilHE. EEEEL > WEITIARTIERNT] A

API tubing and cashing round threading > Double-side series round threading inserts

SMBLLT] B External threading insert

L
=
Lee
5
— T
[{p]
=
- T [To)
-
4.76 H
2SS Sy HE ek H . B 28 Hes
Ordering code Teeth/Inch Taper Thread form Chipbreaker Grade
APl E R4
BM10W2-4 10 1:16 AP! round tubing thread 15.6 2.7 TA2118B 0124. 0326
a(15° _ APIHE B[R4
BM8W2-3(15° ) 8 1:16 AP rou’ndtubingthread 16.0 2.7 TA2118B 0124. 0326

nS gy #E spurim ., wEE e
Ordering code Teeth/Inch Taper Thread form Chipbreaker Grade
Sth&Esa v
BC10W2-31 10 1:16 A,;?‘ﬂﬂ?uﬁ%ad 153 | 397 | TA2118B 0124. 0326
BC10W2-32 10 1:16 Alﬁera%g%:riea ; 1559 | 2.7 TA2118B 0124. 0326
&S v
BC8W2-31(15° 8 1:16 AP EEIZEL 1554 | 429 | TA2118B 0124. 0326
API round tubing thread
Sh&EsE v
BC8W2-32(15° )| 8 1:16 AP EESZEL 1586 | 2.7 TA2118B 0124, 0326
API round tubing thread
BC8W2-31(12° )| 8 1:16 Apf‘zﬁ?;ﬁfﬁa ) 1554 | 429 | TA2118B 0124. 0326
Sy v
BCBW2-32(12° )| 8 116 | N PEEERE | 4586 | 27 | TA2118B | 0124, 0326
L
L
o
5
— —
I9) | —
< N )
a—
4.76 H
N e s L B o
Ordering code Teeth/Inch Taper Thread form Chipbreaker Grade
BP10W2-31 10 | 116 | ATUEEEES | o452 | 430 | TA2118B | 0124, 0326
Sth&sE v
BPIOW2-32 | 10 | 116 | APUEEERREL | 4553 | 3547 | TA2118B | 0124, 0326
Sth&Esa v
BP10W2-33 10 1:16 APLAEESZEL 15.6 27 TA2118B 0124, 0326
API round tubing thread
BP8W2-31(15° )| 8 1:16 AFﬁ‘E'ﬁ%i’%ﬁi ; 1567 | 4817 | TA2118B 0124. 0326
SthasE v
BP8W2-32(15° 8 116 AP EEIZEL 1592 | 376 | TA2118B 0124. 0326
API round tubing thread
Sthasa v
BP8W2-33(15° )| 8 116 | N CUREERL 16 | 27 | TA2118B 0124, 0326

PAGE-16




h &&= =k
A" AHEBYNE > EEY N A
EingsT  Carbide threading tools for oil pipe
ke = ', = Sk = —sh — A =
g; APl FilmE. ETEIRN > KR FIEBNT A APl HHHE. ETEBL fnE=AERIIEEBNI A
API tubing and cashing round threading > K-series round threading inserts API tubing and cashing round threading > Standard triangle series round threading inserts
HMBLYT] B External threading insert SMZLNT] K External threading insert
10°
L 6.2 " .
~-  9.525 e
o ‘
< ST 9.5 -
N - =] _ | /// \. _/
N L=l g N
| LS = o 7/*7 ;[
o .80° n P B
AN
N -
6.35
3.65
S et HERE LA i) H L h&ES BS (ST HERE R4 nE H L W=
Ordering code  Teeth/Inch ~ Taper Thread form Grade Ordering code  Teeth/Inch ~ Taper Thread form Grade
3 . APLHEERZL : APIHEERRL
Kéwz2-4 8 1:16 API round tubingEcashing thread 18.93 6.29 0124, 0326 16ERBAP 1 8 1:16 API round tubing cashing thread 15.2 1.4 0124, 0326
) APIHEERIRL
16ER10AP | 10 1:16 AP round tubinggcashing thread 15.2 1.2 0124, 0326
ABLYT] K Internal threading insert
AIZLLT] B Internal threading insert L -
5° 9. 525 i -
L 6.2 ]
— N
/—JW ’,/ .\\
9. ,//' AN = < -TT
e . ! =
- ’/*/‘ - 2 ~ - * \\‘ /,//
AN _il
0°.7 |o»
) 3.65
6.35
RS B S BELTFNE H L W= ﬁ_!% ST B 3:35 LI H L W=
Ordering code  Teeth/Inch ~ Taper Thread form Grade Ordering code  Teeth/Inch ~ Taper Thread form Grade
} . APIHEERRL . APLHEERRL
K8N2-4 8 1:16 AP! round tubinggcar;hing thread 18.93 6.29 0124. 0326 16NR8AP 1 8 1:16 API round tubing cashing thread 15.2 14 0124. 0326
: APIHEERIZL
T6NR10AP 1 10 1:16 API round/tubinggcashing thread 15.2 1.2 0124, 0326
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EingsT  Carbide threading tools for oil pipe

APl HiBME. EEEEN > T@F LA A

API tubing and cashing round threading > Common threading machine inserts

APl Ml E. EEENEN > KA=MAVIEERNT] A

API tubing and cashing round threading > Big triangle series round threading inserts

Hy

SMEBLLT] K External threading insert KEHIMELT] B Strip external threading insert

.8 40
4+ L
~N \
T 2 \ T \\
13.6
BS anFYy R LEEeikil] H L L= k= e EST B HE Ll H L h&=
Ordering code Teeth/Inch Taper Thread form Chipbreaker Grade Ordering code  Teeth/Inch  Taper Thread form Grade
} . APHEERRL ] : APIHEERZL
8W3-2 8 116 | ppl mind tibing seshing thread | 243 | 50 | J10(8)W3-DXQ | 0124, 0326 8W1-2 8 1:16 AP rotind tcbse bashio thread 7.7 7.85 0124, 0326
. AP E RRSL B ) APl E R4
10W3-2 10 1:16 AP oL bing iread 245 | 47 | J10(8)W3-DXQ | 0124, 0326 10W1-2 10 1:16 APl oL bing rgad 7.7 7.2 0124, 0326
2L T] | Internal threading insert FFALELT] / Square internal threading insert
L
. L
$15.875 T— { 8 L .
7 | h AN T /- Ry
| N
N y g )
30° ~ N AN
5.5 ~ 5
BS ST HE WRLFNRY H L V=R k= pile= EoFL  HE Lo nEidl H L =R hE=
Ordering code Teeth/Inch Taper Thread form Chipbreaker Grade Ordering code Teeth/Inch Taper Thread form Chipbreaker Grade
} . APIBEERIZEL ] ) APHEE RZL
8N3-2 8 116 | apt round e soshig tead | 243 | 50 | JIO(®N3-DXQ | 0124, 0326 8N4-2 8 116 | At round o vashig read | 25 1.35 | J10(8N4-DXQ | 0124, 0326
. APIHE [FHRSL : APISHE FHR4L
10N3-2 10 1:16 AP round tubing thread 24.5 4.7 J10(8)N3-DXQ 0124. 0326 10N4-2 10 1:16 AP round tubing thread 25.2 1.1 J10(8)N4-DXQ 0124. 0326
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AHERYNE > EBYN A

Carbide threading tools for oil pipe

AP| ((17) AIREEREBESTE NS

Type and date of API casing buttress threading

5.08 PR (35)
2.51 2.57 Internal threading(connector)
o
™~ /
IS
[To) © ’% © /
N AN : A
9 ) Qr],Q 2, N \QS o *
<& 90 Q‘Q
~ 1°47'24”
R \
s\ AN
3° Tio°
o 2.54 2.54 10
SMELL (BR)
External threading(pipe) 5.08
BRLHh L%

Axes of thread

R REERGUTRFR T (484 1/2"-13 3/8", 57F/25. 4mm, #EE1:16)
Form and dimension of buttress threading (diameter=4 1/2"-13 3/8", 5 tooth/25.4mm, taper 1:16)

5.08

2.51

2.57

RERLL (Hfi)

Internal threading(connector)

2.54

20231911

10°

SMELL (B
External threading(pipe) 5.08

BELy ALk
Axes of thread

Form and dimension of buttress casing threading (diameter=16", 5 tooth/25.4mm, taper 1:12)

AP| ((17) AIREEREBESIE NS

Type and date of API casing buttress threading

R0.200

ﬁ
[ee)

1.27 1.27

RIZLL (B9

Internal threading(connector)

R0.200

SMBLL (B
External threading(pipe)

LRSS
Axes of thread

HEREZIRGTR (K57 5/8", 67F/25. 4mm, HEE1:8)
Form of extreme-line casing threading (diameter=5" -7 5/8", 6 tooth/25.4mm, taper 1:8)

R0.200

SMBGL (B
External threading(pipe)

E [Uo]
| o —
®
1.27 1.27

RIZLL (B9

Internal threading(connector)

R0.200

IRaEh L%
Axes of thread

HEREERLFR (188 5/8"-10 3/4", 57F/25. 4mm, $#EE1:9.6)
Form of extreme-line casing threading (diameter=8 5/8" -10 3/4", 5 tooth/25.4mm, taper 1:9.6)
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EingsT  Carbide threading tools for oil pipe

g; APl FMEE{RIBAIAL > ColinetR 5H{RIEHT] & AP| BRiMEERIEABN > ColinetZFIRENTI K
API buttress threading inserts for oil pipe > Colinet series buttress threading inserts API buttress threading inserts for oil pipe > Colinet series buttress threading inserts
HMBLYT] B External threading insert SMEZLNT] F External threading insert
0 .
16 S ]
L
b4 |z —— ;60 4

~——1
16
a= grFY  HE L 2oe k] 5 . BT/ 28 Hes ° 25.4
Ordering code Teeth/Inch Taper Thread form Chipbreaker Grade
. AP {6 RZAREL
5BW1-3 5 1:16 15.1 3.2 BXCQW1-B I 0124. 0326 :
API buttrfsss/threa‘cl g!.E_’_l ﬁuﬂ'ﬂzﬁ iﬁg E;gl*ﬂﬂ H L li‘ﬁ'E%% Hﬁ%
5BW1-3D 5 1:12 AP REL 151 | 32 | BXCQW1-B1 | 0124. 0326 Ordering code  Teeth/inch  Taper Thread form Chipbreaker Grade
BC5BWA-5D 5 112 AP RAREL 15875 | 1.2 | BXCQWA-BIIl | 0124. 0326
API buttress thread
PIYELY T] | Internal threading insert
L
8= ST HE BRI H L Lt = w 9 !F [ —
Ordering code Teeth/Inch Taper Thread form Chipbreaker Grade —
_ . AP {16 RZEREL = ‘
C5BW1-31 5 1:16 AP buttress thread 15.70 3.65 BXCQW1-BII 0124. 0326 o4 1
. AP FZA24L \\9
C5BW1-32 5 1:16 oy T 1588 | 1.0 | BXCQW1-BIl | 0124, 0326 o
; ) AP #6 AR L 10
C5BW1-31B 5 1:16 o 1 55 1550 | 3.3 | BXCQW1-BIl | 0124, 0326 O 6
: API{HEFLERLL
C5BW1-32B 5 1:16 API buttress thread 15.88 3.0 BXCQW1-BII 0124. 0326
S EoiFL  HE e g il H L Wi E e hES
L Ordering code Teeth/Inch  Taper Thread form Chipbreaker Grade
— $7° /—\_/—\_/_\J_LJ—‘\
) ) AP{f#H L ERLL BXCQN1B
vI L ‘ = C5BN1-2 5 1:16 API buttress thread 15.75 7.65 XC5BN1-2 0124. 0326
Sl O ) ‘
N 7 C5BN1-2D 5 1:12 AP TARAL 1575 | 7.65 | xS | 0124, 0326
25.4
S ST HE IR N H L e k&S
Ordering code Teeth/Inch Taper Thread form Chipbreaker Grade
) . AP {6 RZEREL
C5BW1-5 5 1:16 o R 1 55 15.736 | 1.185 | BXCQW1-BII | 0124, 0326
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EingsT  Carbide threading tools for oil pipe

AP| AhEB (RIFALEL > ColinetZ F{RIEIN T A

API buttress threading inserts for oil pipe > Colinet series buttress threading inserts

AP| AHE B (miFTI24 > PMCARI{REET A

API buttress threading inserts for oil pipe > PMC series buttress threading inserts

sy

SMBLLT] B External threading insert
L
L

- \T\[‘WJQ
—

H
o4
il
|
<b‘4
@
0

ﬁ \7\‘ [ — . )m.
7.0
5
8.0 4.76 15. 88
15. 875 "
S EnENM HE gL ) . C=Ed e
Ordering code Teeth/Inch Taper Thread form Chipbreaker Grade
BE STy HE 1Zarng B A% RS AP R T2
Ordering code Teethfneh  Taper RN H L Sl e e P5BW1-3 5 1:16 AP AR 1573 | 1.85 | BXCQWI-BT | 0124. 0326
) AP {6 FZEREL
C5BN1-3 5 1:16 o R S 1575 | 1.34 TG2-8T 0124. 0326 3 W{L:
5.185 16.9
L B .
SiB 10 B SFY  HE 42474n A H L b8 5 s
i = Ordering code Teeth/Inch Taper Thread form Chipbreaker Grade
= — P5BWA-31 5 116 | APURBHIRAL | 1,57 | 446 |XPsBWI31. XPSBWIB| 0124, 0326
< r ; ry
" g - P5B1-32 5 116 | APURBRBEAL | 1484 | 274 | XxPsBWI32. XPSBWIB| 0124, 0326
N g n
5155 P5BW1-33 5 116 | APURBBEAL | 1497 | 097 |xPsBWI33. XPSBWIB| 0124, 0326
RE£XT] F Internal threading insert
S EmEM HE RN C=ES = L 050
Ordering code Teeth/Inch Taper Thread form H L Chipbreaker Grade Mm_\ ﬂz
11° |
. API{#E RS
C5BN1-5 5 1:16 R 15.74 | 1.185 | XCQN1-BIII 0124, 0326 _
: APt RZARLL
C5BN1-5F 5 1:16 o R S 15.3 1.3 XCQN1-BIII 0124. 0326
SE: CSBNI-SFR B THEST] A 25.4 218
Remark: C5BN1-5F reverse feeding threading inserts ;
BS ST HEE BEer Ay B hE=
Ordering code Teeth/Inch Taper Thread form i L Chipbreaker Grade
) AP{#h 2L
P5BN1-5 5 1:16 API buttress thread 15.608 1.7 XP5BN1-5. BXPQN1C | 0124, 0326
. AP L ER4L XP5BN1-5A
P5BN1-5S 5 116 | G (WRPEREL | 15608 | 1.8 0124, 0326
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EingsT  Carbide threading tools for oil pipe

ﬂ; APl HBREERSIEN > B2 &SRS0I A AP| Rl EERIFIAZEN > SRTHRSINT] K

API buttress threading inserts for oil pipe > Papilionaceous series buttress threading inserts API buttress threading inserts for oil pipe > S-series buttress threading inserts
HMBLYT] B External threading insert SMEZLNT] K External threading insert
.1.00
/ [{e]
: e}
$10.7 S —J
—\/—
O O
I I
RS BT HERE BRETFNE a hES | 4.5] 24 [ 45 6.4
Ordering code  Teeth/Inch  Taper Thread form Grade
- . AP {6 FZEREL o
B5BW2-2 5 1:16 AP buttross throad 10 0124, 0326
B5BW2-2111 5 1:16 APtk FIZEL 5° 0124. 0326
API buttress thread
ﬁ_!%' gt HERE LA bl H L W=
PBLLT] - Internal threading insert Ordering code Teeth/Inch  Taper Thread form Grade
] ) AP FZ IR
] S5BW2-2 5 1:16 AP buttrass throad 12.0 15.76 0124, 0326
—
\
ju
g PIYELY T] F Internal threading insert
1017
s
BE BT HERE BRLTFNE H L s
Ordering code Teeth/Inch Taper Thread form Grade
] . AP {f#h RZARLL
B5BN2-2 5 1:16 AP buttress thoad 17.05 1.0 0124, 0326
L
/
\
= BS SnFY  HE HRENE 5 L Ks
~ Ordering code Teeth/Inch ~ Taper Thread form Grade
$ 1338
] : AP FLAREL
A S5BN2-2 5 1:16 AP! buttress throad 12.0 15.76 0124, 0326
RS Bt HE 1Rarna H L &=
Ordering code Teeth/Inch Taper Thread form Grade
: . AP {8 FLERLL
B5BN2-3 5 1:16 AP buttress throad 22.075 2.0 0124, 0326
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EingsT  Carbide threading tools for oil pipe

@ AP| HiMEERETAZLN > URSIHRESNT A APl Rl EERIFIARN > KRTHRSINT) &

API buttress threading inserts for oil pipe > U-series buttress threading inserts API buttress threading inserts for oil pipe > K-series buttress threading inserts
REZLYT] B Internal threading insert JMBLLT] B External threading insert
3°
L 4.0] Lk ﬂ
L [=2]
24 5 6.35
RS (ST HERE LA i) H L s i”%' BT SR R4 E H L W=
Ordering code  Teeth/Inch ~ Taper Thread form Grade Ordering code  Teeth/Inch ~ Taper Thread form Grade
. . APHEERRL } . AP {16 RZEREL
U5BN1-5 5 1:16 AP round tubing cashing thread 14.85 1 0124, 0326 K5BW2-3 5 1:16 AP buttress thread 18.9 5.95 0124, 0326
) ) APLHEERRL } ) AP {16 R EREL
U5BN1-5F 5 1:16 AP round’tubing cashing thread 14.85 3.6 0124, 0326 K5BW2-3D 5 1:12 AP! buttress throad 18.9 5.95 0124, 0326
7: USBNI-SFAREETIHEST] A
Remark: U5SBNI1-5F reverse feeding threading inserts
A2 T] F/ Internal threading insert
L 10°
T 2 I I
9.5 ©
6.35
ﬁ_!%' BT HERE R4 E H L W=
Ordering code  Teeth/Inch ~ Taper Thread form Grade
] ) API{fmiE FZAREL
K5BN2-3 5 1:16 AP buttress thread 18.9 5.95 0124, 0326
K5BN2-3D 5 1:12 APHRHETARAL 18.9 5.95 0124, 0326
uttress thread

PAGE-30




PN\ mimgEgg e > g8gnk

EingsT  Carbide threading tools for oil pipe

Hy

4MBLYT] K External threading insert

APl HBREERSIEBN > MR AT RGHNT A

API buttress threading inserts for oil pipe > Vertical series buttress threading inserts

6. 4

e B S

ME  gnEM HE sgarinm y ) 5 5 s
Ordering code Teeth/Inch Taper Thread form Grade
) AP {f#6 A2 4L
5BWL3 5 1:16 R 26.2 276 15.875 6.45 0124. 0326
ABLYT] F Internal threading insert
2 |
A 9
I~ \_ D\
~ /
10 <&k
- s
NS geFm  HE sparng " ) 5 5 e
Ordering code Teeth/Inch Taper Thread form Grade
5BNL3 5 116 | APURBRARAL | o7 369 | 15875 | 645 0124, 0326
L
R gl
NP - D\
MEIREE I (‘ ]
EI ﬁ \ Q )
. s
Be  guEm B e " ) 5 5 o
Ordering code Teeth/Inch Taper Thread form Grade
TSBNL3-1KT | 5 116 | APURBBRARML | 5675 | 340 | 15875 | 645 | 0124, 0326
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APl HREERGIEN > FE= AR A RSINT) A

API buttress threading inserts for oil pipe > Standard triangle series buttress threading inserts

SMBLLT] B External threading insert

4.65 1¢g°
rL $12.7 10
’; /
([ i w |
T ' ©
v ’/
\\
4.78]
s T HE BRer Ay H L =3
Ordering code  Teeth/Inch  Taper Thread form Grade
- ) API{# L2 4L
22ER5B3-1 5 1:16 AP buttress thread 19.4 1.2 0124. 0326
ARLLT] F Internal threading insert
o 4.65
15 $12.7 L,‘
i
\\‘ /'/ T
Y
s ESLE HE L] H L =
Ordering code Teeth/Inch ~ Taper Thread form Grade
~ : AP {6 2 BRLL
22NR5B3-1 5 1:16 AP! bttress throad 19.4 0.8 0124. 0326
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EingsT  Carbide threading tools for oil pipe

GOST (ffifr) AMEEREIIRSEALRSE

Type and date of GOST buttress threading inserts for oil pipe

RIZLL (356 )

Internal threading(connector)

5.08
2.474 2.606
[« /
o
c
N)
3 A \Q~ % q/Q ’PO 'PO A
o & o <
o
©
= \
AN
30
2.606 — 2.474
SMELL (B
External threading(pipe) 5.08

LA 53
Axes of thread
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RO 20
1°47'24"

10°

90°

GOST (ffifx) AMEEREIENT K

GOST buttress threading inserts for oil pipe

SMBLLT] B External threading insert

BS SEFH HE O EuL] ’ . hes
Ordering code Teeth/Inch Taper Thread form Grade
E5BW2-2 5 1:16 OTTM. OTTG 17.03 0.83 0124. 0326
Bs Sy HEE ekl H . BB 28 Hes
Ordering code Teeth/Inch Taper Thread form Chipbreaker Grade
E5BW1-31 5 1:16 OTTM. OTTG 15.70 3.64 BXCQW1-BII 0124. 0326
E5BW1-32 5 1:16 OTTM. OTTG 15.88 1.0 BXCQW1-B Il 0124. 0326
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GOST (#fitr) AMEEREIENT K AIHET LB RS

GOST buttress threading inserts for oil pipe Thread type and date of oil drillrod connectors

RZLYT] F Internal threading insert AimEEFFESLIBRLIZ = Thread type of oil drillrod connectors
R4
) Internal thread
4
U
e AN 10°
r/ \ \
= \‘ Y / §
013.38\< | _
A
ol T
=
s 2
| %)
¢
f
= ; n ; HMIZLL
g.!? HEF A HEE RShES H L M= External thread B 90°
Ordering code  Teeth/Inch  Taper Thread form Grade L
B B ﬂgﬁiﬁliﬂ% Axes of thread -
E5BN2-3 5 1:16 OTTM. OTTG 22.075 2.0 0124, 0326 V—0.038R V—0.040%01V —0.050424 FF &I
Thread form of V-0.03R, V-0.040 & V-0.050
P .
RER4L
’/ Internal thread
e 10°
J e Q7
f_\_f—\ 137 = UE) r
- — Frn / L b
o] [k . s /X ,
. i — 30° T 30° m
25 40 5.185 Fcn L
c Fcs
L [
30° 30°
r - \ 2 T
L N Frs |
B ST HE LG Wi B 2% hee r
. H L . %
Ordering code Teeth/Inch Taper Thread form Chipbreaker Grade o
E5BN1-5 5 1:16 OTTM. OTTG 15.736 1.2 TG3-1 0124. 0326 \
MRS P
External thread 1 90°
ﬂ?:é%iﬁé% Axes of thread B

V—0.055 V—0.065%1V—0.076424 7F &
Thread form of V-0.055, V-0.065 & V-0.076
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EingsT  Carbide threading tools for oil pipe
- Py 7, > RS SVSE 1Y
AR LIRS S RSB AR LIRS N RSB
Thread type and date of oil drill rod connectors Thread type and date of oil drill rod connectors
AimEEAT SR S M R N ASEE RIREL
Date and application range of oil drill rod connector threading Internal thread
[2]
)
B{I: mm 1
Unit : mm
T £
Y1 Y2 Y3 Y4 Y5 Y6 Y7 PAC i
BYTRRS
Code of thread V-0.038R | V-0. 038R V-0. 040 V-0.050 V-0. 050 V-0.055 | V-0.065 | V-0.076 5 \
L
40+ SR %
Tﬁ”tj;jf’ﬂh 4 4 5 4 4 6 4 4
E,? i eeln/inc h - L
Pitch o
6.350 6.350 5.080 6.350 6.350 4.233 6.35 6.35 Frs 2
HhiEgy / v / / @
BEr=fm=aEH External thread 5 .
Height of primitive 5.487 5.471 4.376 5.471 5.487 3.660 5.487 5.492 9
triangle degree H BRATAMEL Axes of thread
AL  V—0.050%1V—0.0848B4LF A Thread form of V-0.050&V-0084
Height of tooth type 3.095 3.083 2.993 3.742 3. 755 1.420 2.831 2.350 : " : °= read form ol V-U. e
hn=hs
ATHIF = 35H6 35H4 30H9
= = - /e =
Sm=Srs fm=frs 1.426 | 1.423 | 0.875| 1.094 | 1.097 | 1.209 | 1.426 | 1.671 RO RS
Scraping height of Code of thread V-0. 050 V-0.050 V-0.084
crest Srn=Srs frn=frs : : :
FIn%EE Fen=Fcs e
Width of tooth crest 1.65 1.65 1.02 1.27 1.27 1.40 1.65 1.93 Tﬁujﬁ.tﬁl 3.5 3.5 3
Fcn=Fcs eeth/inch
Wedth of tooth crest 0.965 0.965 0.508 | 0.635 0.635 1. 031 1.229 1.472
Frn=Frs Fis=mEsEH
FEEIESE Srn=Srs Height of primitive triangle degree H 3.603 3.872 4.222
Wl ReiR ot lalofoyitel g (| ———— | ———— | ——— | ————— | ————— 1.19 1.42 1.70 FRIZ Ehn=hs
Srn=Srs Height of tooth type hn=hs 2.54 2.522 2.286
FIRENHAZ rrn=rrs R ——— _
Circle-arc radius of 0.97 0.97 | 0.51 | 0.64 0.64 | ———— 0.38 0.38 s ?Tﬁﬁ”?;'?”% SIS s 0.433 0.425 0.866
Y e e, craping height of crest Srn=Srs frn=frs
FIREIFEIEER r _ FTEE Fen=Fcs 1.27 1.27 2.13
Rounded radius of 0.38 0.38 0.38 | 0.38 0.38 0.38 0.38 0.38 Widthiafitootherest Renshcs
crest scraping r FIKERE Frn=Frs
BAER 2t9Q Wedth of tooth crest Frn=Frs 0.86 0.86 1.73
Taper angle of thread 1: 6 1: 4 1: 4 1: 4 1: 6 1: 8 1: 6 1: 8 FEEIERE rm=rrs
2t9Q Circle-arc radius of tooth bottom rrn=rrs 0.76 0.76 0.76
1, 5, 23/8" -4 TFTGUHI R E 42
23 41REG 55 'REG 63 REG » Rounded radius of crest scraping r 0.38 0.38 0.38
8 "2 " 1/2” OHSW, 2
RS NC23-NC50|NC56-NC77| 34"FH 73'Req | 51'FH  [NC10-NC16 s 3/8" -4 BRI 2t9Q 1: 6 1: 4 5. 48
Application range 2 8 2 2%” —515" IF [1/2” QHLW, 2 Taper angle of thread 2tgQ ; ; ;
L 5. 5, 3/8” -3 = » »
45" FH 83 "REG 63" FH MmISEE 31/2” -6 23/8” -3
8 8 » - »
1/27 PAC Application range 5/8” H90 778 5/87 HOO 1/2” SLH90
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EingsT  Carbide threading tools for oil pipe

FIMESFTEESIEA > | BIRHEFTIESUT R FIMESFTREEIIRLY > 1 BIRIMEEFFIRST) H

Oil drill rod connector threading > [ type drill rod threading inserts Oil drill rod connector threading > 1 type drill rod threading inserts

SMZLYT] B External threading insert ARLLT] K Internal threading insert

6.2

e Sy jnal H L Kes
‘ Ordering code Teeth/Inch Taper Thread form Grade
S SHFy  HE e H L B

Ordering code Teeth/Inch ~ Taper Thread form Grade 4Y1IN3 4 1:6 V=0 038R 2651 3.7 0124. 0326
4Y1W3 4 1:6 V-0. 038R 26.51 3.7 0124, 0326 4Y1IN3-1T 4 1:6 V-0. 038R 26.9 3.7 0124, 0326
4Y2W3 4 1:4 V-0. 038R 26.51 3.7 0124, 0326 4Y2N3 4 1:4 V-0. 038R 26.51 3.7 0124, 0326
5Y3W3 5 1:4 V-0. 040 26. 96 3.7 0124, 0326 5Y3N3 5 1:4 V-0. 040 26. 96 3.7 0124, 0326
4Y4W3 4 1:4 V-0. 050 26. 83 3.7 0124, 0326 4Y4AN3 4 1:4 V-0. 050 26.83 3.7 0124, 0326
4Y5W3 4 1:6 V-0. 050 26. 83 3.7 0124, 0326 4Y5N3 4 1:6 V-0. 050 26.83 3.7 0124. 0326
4Y5W3-1T 4 1:12 V-0. 050 26. 83 3.7 0124, 0326 4Y5N3-1T 4 1:12 V-0. 050 26.83 3.7 0124, 0326
4YTW3 4 1:6 V-0. 065 26. 24 3.7 0124, 0326 4YTN3 4 1:6 V-0. 065 26. 24 3.7 0124, 0326
MZ4Y1W3 4 1:16 V-0. 038R 26.51 3.7 0124, 0326 MZ4Y1N3 4 1:16 V-0. 038R 26. 51 3.7 0124. 0326

S AYIN3-ITAERIZN T A
Remark: 4Y1N3-1T is the left hand insert.

8 4?\ — T\}So
T I : : —- -l ES
=] =
) L ] p—
5.5 55
S sHFY  HE ina H L hs T SHFY  HE iz H L hes
Ordering code Teeth/Inch Taper Thread form Grade Ordering code Teeth/Inch Taper Thread form Grade
35H4W3 3.5 1:4 V-0.050 25.76 3.85 0124, 0326 35H4N3 3.5 1:4 V-0.050 25.76 3.85 0124, 0326
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EingsT  Carbide threading tools for oil pipe

ﬂ; AiRERITRESLIRL > 1 BIEA4T60 © $RIBLSUT) A

Qil drill rod connector threading > 1l type drill rod 60° taper threading inserts

4MBLYT] K External threading insert

AIRERTTRSLIRLY > 1T BIEAAT70 ° SRS /

Qil drill rod connector threading > Il type drill rod 70° taper threading inserts

SMBLLT] B External threading insert

BS EELN HE na H L s
Ordering code Teeth/Inch ~ Taper Thread form Grade
22ERG6APIT 6 1:8 V-0. 055 20 2.3 0124, 0326
6Y6W3-1 6 1:8 V-0. 055 20 2.3 0124, 0326
AIE4XT] K Internal threading insert
15°
4.5 L
T
$12.7
_|Jw©
=Y =
/
4.76
BS TR HE nE H L &=
Ordering code Teeth/Inch Taper Thread form Grade
22NR6APIT 6 1:8 V-0. 055 20 2.3 0124, 0326
6Y6N3-1 6 1:8 V-0. 055 20 2.3 0124, 0326

L 4. 71 .
1 e127 :’D‘ 0
/
w |||
T e
4.76
S ESTn R HE Ay H L hE=
Ordering code Teeth/Inch ~ Taper Thread form Grade
22ER4Y1 4 1:6 V-0. 038R 20 2.5 0124, 0326
L 6. 2% o
’_1 $15.875
/
P
T ©
oA
| 6.4
2= ESTn HE nE H L s
Ordering code Teeth/Inch Taper Thread form Grade
27ER4Y1 4 1:6 V-0. 038R 25.40 2.8 0124, 0326
27ER4Y5 4 1:6 V-0. 050 25. 30 3.2 0124, 0326
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ﬂ; AIRERFTRESLIRL > 1T BIEAAT70 ° $RIBSUT A AiBERFTRESLIRL > T B ST INRUEL T

Qil drill rod connector threading > Il type drill rod 70° taper threading inserts Oil drill rod connector threading > I type drill rod thicken threading inserts

ABLYT] K Internal threading insert SMEZLYT] B External threading insert

-

g 2:1_71
15 $®12.7

N\

5
H
H

4.76
Bs E=TI HE nE H L = pile=s ESTnRT ] HE Y H L s
Ordering code Teeth/Inch ~ Taper Thread form Grade Ordering code Teeth/Inch ~ Taper Thread form Grade
22NR4Y1 4 1:6 V-0. 038R 20.00 2.5 0124, 0326 22ER4Y1SV 4 1:6 V-0. 038R 20. 30 2.5 0124, 0326
22ER4Y5SV 4 1:6 V-0. 050 20.15 2.8 0124. 0326
PIYELY T] | Internal threading insert
L s
Z[6.2 15°\[5.5
”ﬁE $15.875 L TF
N
< ©
6.4
- Ll 6.0
BS EELN HE nE H L = pile= I HWE nE H L h&=
Ordering code Teeth/Inch ~ Taper Thread form Grade Ordering code Teeth/Inch ~ Taper Thread form Grade
27NR4Y1 4 1:6 V-0. 038R 25. 40 2.8 0124, 0326 22NR4Y1SV 4 1:6 V-0. 038R 20.3 2.5 0124, 0326
27NR4Y5 4 1:6 V-0. 050 25.30 3.2 0124, 0326 22NR4Y5SV 4 1:6 V-0. 050 20. 15 2.8 0124, 0326
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FAimEhFFRESL IR > BV EEARIES T/ FimERFTRELRLY > PACRIEEITIZZ I K

Qil drill rod connector threading > Il type drill rod threading inserts Qil drill rod connector threading > PAC type drill rod thread insert

HMBLYT] B External threading insert SMEZLNT] K External threading insert

me SHFY  #E A H L WS
Ordering code Teeth/Inch Taper Thread form Grade
_ BE SHFY HE Tk pe
B4Y1W3 4 1:6 V-0. 038R 18.43 7.13 0124, 0326 Ordering code Teeth/Inch Taper Thread form H L Grade
B4Y1W3-1T 4 1:16 V-0. 038R 18. 43 7.13 0124, 0326
22ER4PAC 4 1:8 V-0.076 19.5 2.7 0124, 0326
B4Y2W3 4 1:4 V-0. 038R 18.43 7.13 0124, 0326
B5Y3W3 5 1:4 V-0. 040 18.58 7.13 0124, 0326
B4Y4W3 4 1:4 V-0. 050 18. 43 7.13 0124, 0326
B4Y5W3 4 1:6 V-0. 050 18. 43 7.13 0124, 0326
B4Y5W3-1T 4 1:16 V-0. 050 18. 50 7.3 0124, 0326 Wﬂ;eyﬂﬁf Internal threading insert

AIZLYT] K Internal threading insert

me SEFY  HE A H L s
Ordering code Teeth/Inch Taper Thread form Grade
B EELN HE nE H L k=
B4Y1N3 4 1:6 V-0. 038R 18. 43 7.13 0124, 0326 Ordering code Teeth/Inch ~ Taper Thread form Grade
BAYINS—1T 4 1:16 V-0. 038R 18.43 | 713 0724, 0326 22NR4PAC | 4 1:8 V-0.076 19.5 | 2.7 0124, 0326
B4Y2N3 4 1:4 V-0. 038R 18.43 7.13 0124, 0326
B5Y3N3 5 1:4 V-0. 040 18.58 7.13 0124. 0326
B4Y4N3 4 1:4 V-0. 050 18. 43 7.13 0124, 0326
B4Y5N3 4 1:6 V-0. 050 18.43 7.13 0124, 0326
B4Y5N3-1T 4 1:16 V=0. 050 18. 50 7.3 0124. 0326
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@ ERERO NS

Type and date of milling pipe threading

ESEIE4023 Type of milling pipe threading

ERERBNI A

Milling pipe threading inserts

SMBLLT] B External threading insert

. 10°
i 6.15 7\
U
/
0
= ‘ el -1 70°
/ <
h $15.875
30° 6.35
2.545 7°30"
3.175 »W\
(0. 462) e B nEY H L WS
- (0.167 Ordering code Teeth/Inch Thread form Grade
- 27E4FJWP3 4 FJWP 24.55 4.4 0124, 0326
R Ak T2 55 14 5] PAR L (FIWP) FF BU R ~F
Dimensions of two grade buttress short tooth syn-thread(FJWP)
ARZYT] K Internal threading insert
10°.
o5 TL
2.921 s 3.429 ~
0. 4X45° . 18 |
——f——— 70 < \ e
$ 15.875 ~
~ 6.35 30°
g_!% BT ki) H L W=
Ordering code Teeth/Inch Thread form Grade
R ik T 52 1 5] AR L TIWP) F BRI R <F
Dimensions of two grade regularity rectangle short tooth syn-thread (TSWP) 27N4FJHiP3 4 FJWP 24.95 4.4 0124, 0326
27N4TSWP3 4 TSWP 24.55 4.4 0124, 0326
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EingsT  Carbide threading tools for oil pipe

ﬂ; AHHE. EERHRNEMEN SR, IR

Special threading form of tube and casing for oil pipe External turning insert, boring insert

70 E .~
SNBLLTI =t
External Threading Insert i
LS.
BS &S
Ordering code ¢ S el m Grade
.
C/26417 25 6.35 5 1.73 0350. 5350
+10°
3 FARAPIELE KC/26417(30), BNC/26417423° H30°
P.S: The New API code is C/26417(30), means the 23° change to 30° .
MR T A
Internal Threading Insert
1 IEJLESR, RIBAMEES KALEFHFHRINMBSUHAENTE, KERIARFL T MIFHRINEELA A, 5
BTl BEIEEFHMERSFHRNEA. IMEGTIRERME RIS ESIRNAFHREER, TRIINKELR).
CTRI has successfully developed internal and external threading inserts to process special thread form according to oil pipe
manufacturer's requirement for special form oil pipe recent years (Inserts are not listed in this brochure as confidential request from ‘ S
customers involved in the experiments).
2. BETEMRAARA R AIREER RS HRINEME R IR RARERIG I HIE S M RINEMEQ T F, AT LUR = J < E=)
BRI AR, R, EEHAREER. Ordering code Grade
CTRI is capable of design and manufacturing special thread form inserts according to samples or specific technical requirement. At
the same time, we will definite rights and duty based on the negotiated agreement to share the technology achievements with customer. TA3933A 15.875 7.94 0350. 5350
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EingsT  Carbide threading tools for oil pipe

ﬂ; SME, =R A SME, =R R
External turning insert, boring insert External turning insert, boring insert

B W= B =
Ordering code d s d1 r Grade Ordering code L d S i f Grade
C/23931 15.95 8.01 4.23 1.6 0350. 5350 CNMG120404 12.9 12.7 4.76 5.16 0.4 0359
CNMG120408 12.9 12.7 4.76 5.16 0.8 0359
90°
N
/ . \ -
Eh ©
|4 1 N/ \/
; = r'
L S
qe pe S D s d1 =
Ordering code L ¢ S di r Grade Ordering code Grade
SNMM090308 9.525 9.525 3.8 3.18 0.8 0359 RCMX1606MO 16 6.35 5.2 0359
SNMG120412 12.7 12.7 4.76 5.16 1.2 0359
SNMM250724 25. 4 25. 4 7. 64 9.12 2.4 0359
SNMG250924 25. 4 25.4 9.525 9 2.4 0359
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)

ﬂ; umiE. A smim. {5
Chamfer insert. Face turning insert Chamfer insert. Face turning insert

3 60°
™ ‘ T 2 ﬁ
-
( I
NoOlk 9T :
L2 s 3
L1 L2 90° s
Bs &S BS W&
Ordering code L1 L2 L3 S di : Grade Ordering code L1 L2 S d1 Grade
C/32246B 25 16 9 7.94 5.74 2 0350. 5350 C/20943 17.78 12.76 4.76 5.6 0350. 5350
C/32246/T 25 16.25 7.7 7.94 5.5 1.5 0350, 5350
S
% - — i
% . —
\/80" s 30
B W= BS W&
Ordering code e S & f Grade Ordering code L Li Lz Le g S ¢/l Grade
5.104060046E 19.05 6.35 7.9 1.2 0350, 5350 TB4233N 33 16.2 5.3 1.4 19.05 9.6 6.8 0331. 0359
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E#171/587]

De-burring insert

RHERSN T TIH R SR+

Oil pipe thread processing tool shank designation specification

15
Example:
. P 8 N 2————A R 60 X100 |
|
‘ © @ ©) @ ® ® @ @
S LR
— Specification:
i’\#>' < OFAM. C.\ P\ . F. GEFENIIRFAFELENTIARESR, BEEXNTR:
Letters My C. P\ J. F. G means different inserts clamping, specific meanings are as follows:
FKEFRN HFAZEE R FER N EERER
i Clamping Type Hook Shaped Screw Clamping Clamping Type Upper Clamping
= &S FEKS RERS
Ordering code d h S d1 r Grade Clamping C-:.gde M Clamping (.-')lg_de C
TCMX16T308-FR 9.525 13.49 3.97 4.5 0.8 5364 / ! ‘
| e\
TCMX16T304-FR 9.525 13.89 3.97 4.5 0.4 5364 [ e ——— |
‘ [
M: RNHAMES FER C: RRBEHERLER
M means Hook Shaped Screw Upper Clamping Design Saw Tooth Shaped Upper Clamping Design
FERR FHATHEE £ R FEFK FENEE E
Clamping Type oblique Rod Tapered Clamping Clamping Type Bevel Both Side Clamping
r

KERS p RERS J
T Clamping Code Clamping Code

)

: A\ N
P: RABAAMFARHERER Ji TR EARRHE W E &
Oblique Rod Internal-Pulling Type Tapered Clamping Design Clamp with Core Rod Bevel Both Sides Clamping Design
L= pa e FERR B & 2% FEFK A TED R AR 2%
- L1 L2 d S d1 r = Clamping Type Wedge Bevel Clamping Clamping Type Lateral Clamping
Ordering code Grade e D Ty
TERE . SRS e
Clamping Code Clamping Code
SCEX09T304EL 717 1.88 9.525 3.97 4.4 0.4 0331. 5331 :

©

N /)
F: SRon AR E E = E % G: F|RMERTIFMEERE
Wedge Bevel Lateral Clamping Design Vertical Inserts Lateral Clamping Design

@, @\ @ OWMBFRFRARTEXDHNETIFD. O, @ OFFE.

2 3 4 9 numbers or letters mean the same inserts 2 3 4 6.
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FIRERLUIN T TIF R SRR SMETIFF
Oil pipe thread processing tool shank designation specification Tool shank for external turning inserts

ORFHA. B. C. DFIRFAWMIHARHE. BEE. STEREEWNTE:

5 Letters A B C D mean oil pipe, casing, and drill rod diameter ranges respectively:

EH E 12 Pipe Diameter

| EHEMER
Oil Pipe Materials Name A (A Type) B3 (B Type) C (C Type) D (D Type)
AHHE. EE (MIVE
: . q 3 n__ lu "__ lu §”N §" é",-\_, g“
Qil Pipe Tube, Casin 2§ 32 4 52 68 88 98 138 o« -

(to process V shaped round thread)

E;Hﬂ%£*$ 3n~ 1|| ", 1u §"~ §"
Oil Pipe Drill Rod 28 733 4753 s %%

BREE (N LEHEIEL) s 3 5
(0]]] P|pe Casing / 4§u/\/ 65” 7"~ 11 Z" 9§HN 20" w om

(to process Buttress Thread)

OFFHRESHURFMIBLTIFEBEER K. “R” RREWE, “S” RRHW. IMBLIIFRSEME, LA, 95 L

6 R and S mean cross section profile of internal threading tool shank. "R" means round bar, and "S" means square shank. External

tool holders are all square shank.

@ @ FHIBLTIH, HRRRIVFFEDERZRDMKELIER), &I RBSEHMTIRETIABETRENSE
K(F5HR). &HIMEGTIFFRIRRTIAFRER S EHMT) R ZTIAFRERRE NS EK. (LE)

For internal thread tool shank, 7 and 8 mean diameter of tool shank D and length L (round bar), or tool holder Height H and height
K from insert tip to bottom of tool shank (square shank). If it is for external threading tool holder, it means tool shank height H and

height K from insert tip to bottom of tool shank. (See below pictures)
R =t Dimension

TS
- Ordering code K B F H L
MCLNR/L 2525 M16 25 25 32 25 150
MCLNR/L 3225 P16 32 25 32 32 170
W MCLNR/L 3232 P16 32 32 40 32 170
,® 0\ e MCLNR/L 4040 S16 40 40 48 40 250
) — I

L1
— . Fe Vil T ER BEEH RF
B2 NH240 TJ#F Round Internal Thread Holder Accessory Insert Shim Clamp Screw pin Wrench
J/ =51
v \h T Pic.
A= Ordering code CNMG160608 C16B-7.8 YMA-15 SLX-6 S3/54
o [
i~ ©
oy

F . AMRLLT]#F Square Internal Thread Holder
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EingsT  Carbide threading tools for oil pipe

ﬂ; SMETIFE SMETIFE

Tool shank for external circle turning inserts Tool shank for external circle turning inserts

R~F Dimension R~F Dimension

TIFES TIHES
Ordering code K B F H L Ordering code K B F H L
PCLNR/L 2525 M16 25 25 32 25 150 MCBNR/L 2525 M16 25 25 22 25 150
PCLNR/L 3225 P16 32 32 32 32 170 MCBNR/L 3225 P16 32 25 22 32 170
PCLNR/L 3232 P16 32 32 40 32 170 MCBNR/L 3232 P16 32 32 28 32 170
PCLNR/L 4040 S16 40 40 48 40 250 MCBNR/L 4040 S16 40 40 35 40 250
Aot Vil TI& FLHF S £ ZA24ET RF Foft Vil J1 E1R B RF
Accessory Insert Shim Lever Spring pin Clamp bolt Wrench Accessory Insert Shim Clamp Screw pin Wrench
= %1 =1
Pic. Pic.
A5 Ordering code CNMG160608 C16A-8.1 G0516 HT0606 YLB8-20 S3 A5 Ordering code CNMG160608 C16B-7.8 YMA-15 SLX-6 S3/84
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EingsT  Carbide threading tools for oil pipe

ﬂ; SMETIFE LI

Tool shank for external circle turning inserts Tool shank for boring inserts
x e b T
C L1
x pu
2 — e — - — - — - — - dm
o w 0
. |
L
L
THFRE R =t Dimension ) TiFRE ML FZ R~ Dimension & AL
Ordering code K B F H L Type Ordering code ~ Working range L L H c K Do F g Machine tool
PCBNR/L 2525 M16 25 25 22 25 150 MSKNR15-AS40X 25 3 1 275 150 40 100 25 42 26 65.8 62024
A 2_"/_\/3_”
PCBNR/L 3225 P16 32 25 22 32 170 MSKNR15-AS48X 32 8 2 305 180 48 100 32 42 26 74.3 QK1312
PCBNR/L 3232 P16 32 32 28 32 170 MSKNR15-BS48 X 32 ) 335 | 180 | 48 | 130 | 32 | 50 | 82 |[74.3| Q1319
B 4HN5_||
PCBNR/L 4040 S16 40 40 35 40 250 MSKNR15-BS55X 36 2 355 200 55 130 36 50 32 75 S1-262
MSKNR15-CS48X32 | o &g 358 | 180 | 48 | 158 | 32 | 56 | 36 | 74.3| OKI312
C 6_"'\’8—”
MSKNR15-AS55X 36 8 8 378 200 55 158 36 56 36 77.2 S1-262
ot TH pak:] FLAF B JE 1247 wF D | MSKNR15-DS55%36| 92'~133" | 395 | 200 | 55 | 175 | 36 | 60 | 43 |s81.5| S17245
Accessory Insert Shim Lever Spring pin Clamp bolt Wrench 8 8

El 51 [RGs Tk T ER 1254 wF
Pic. Accessory Insert Shim Clamp Screw pin Wrench
A2 Ordering code | CNMG160608 | C16A-8.1 G0516 HT0606 YLB8-20 S3 1451 ,
Pic.

A= Ordering code SNMG150616 S15B-7.8 YMA-15 SLX-6 S3/S4
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EingsT  Carbide threading tools for oil pipe

ﬂ; =LIIFF LI

Tool shank for boring inserts Tool shank for boring inserts

I — Y= i
c L1 C ‘ L1
g | 1 g = e e
) (-}
iy ol 3 R
L
L

37 TR mIEE FZE R~} Dimension &R SR TR MIEE FZER~F Dimension & FHLE
Type Ordering code Working range L L H c K Do F g Machine tool Type Ordering code Working range L L H c K Do F g Machine tool

MCLNR16-AS40X 25 a1 275 | 150 | 40 | 100 | 25 | 42 | 26 |65.8| C620% PCLNR16-AS40X 25 3 275 | 150 | 40 | 100 | 25 | 42 | 26 |65.8| 620
A 2_"/\/3_” A 2_"/\/3_”

MCLNR16-AS48X 32 8 "2 305 | 180 | 48 | 100 | 32 | 42 | 26 |74.3[ Q... PCLNR16-AS48X 32 8 "2 305 | 180 | 48 | 100 | 32 | 42 | 26 |[74.3| a0

MCLNR16-BS48X 32 ] 335 | 180 | 48 | 130 | 32 | 50 | 32 |74.3| Q1319 PCLNR16-BS48X 32 ) 335 | 180 | 48 | 130 | 32 | 50 | 32 |74.3| Q1319
B 4HN5_|| B 41:N5_n

MCLNR16-BS55X 36 2 355 | 200 | 55 | 130 | 36 | 50 | 32 | 75 S1-262 PCLNR16-BS55X 36 2 355 | 200 | 55 | 130 | 36 | 50 | 32 | 75 S1-262

MCLNR16-CS48 X 32 A 358 | 180 | 48 | 158 | 32 | 56 | 36 | 74.3| QK1312 PCLNR16-0S48X 32 - 358 | 180 | 48 | 158 | 32 | 56 | 36 |74.3| OKI312
C 6_"~ 8_" C 6_",\/ 8_”

MCLNR16-AS55X 36 8 8 378 | 200 | 55 | 158 | 36 | 56 | 36 |77.2| PCLNR16-AS55X 36 8 8 378 | 200 | 55 | 158 | 36 | 56 | 36 |77.2)
D | MCLNR16-DS55X 36 g%"~13%' 395 | 200 | 55 | 175 | 36 | 60 | 43 |81.5| S17245 D | PCLNR16-DS55X% 36 9%’~13%" 395 | 200 | 55 | 175 | 36 | 60 | 43 |81.5| S17245

[iTRGs Vi)t Wak:S ER BZ4H RF Fo i Nk T FTHF S & E425T RF

Accessory Insert Shim Clamp Screw pin Wrench Accessory Insert Shim Lever Spring pin Clamp bolt Wrench

&1 &1

Pic. Pic.
&2 Ordering code | CNMG160608 C16B-7.8 YMA-15 SLX-6 $3/54 &S Ordering code | CNMG160608 | C16A-8. 1 GO516 HT0606 YLB8-20 3
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EingsT  Carbide threading tools for oil pipe

ﬂ; =LIIFF LI

Tool shank for boring inserts Tool shank for boring inserts

2 /= -y—-—--{4f{4-—-—-—-4a =3
= L o (=) e w () N o O - N | - — _ e
C L1 c L1
L L
Sem TS mIsemE FZE R~ Dimension = AL ) RS M3 FZE R+ Dimension = AL
Type Ordering code Working range L Ly D Do c F Machine tool Type Ordering code Working range L L D Do c F Machine tool
MSKNR15-AR40X 80 205 80 40 26 100 26 CK7815 CK7620 MCLNR16-AR40X80 205 80 40 26 100 26 CK7815 CK7620
MSKNR15-AR50X90 3 1 215 90 50 26 100 26 CK7832 CK3263A MCLNR16-AR50X90 3 1 215 90 50 26 100 26 CK7832 CK3263A
A 2_VIN3_|| A 2_||N3_n
MSKNR15-AR60X 100 8 2 225 100 60 26 100 26 CK7840 MCLNR16-AR60X 100 8 2 225 100 60 26 100 26 CK7840
MSKNR15-AR80X 140 265 140 80 26 100 26 CK3263B MCLNR16-AR80X 140 265 140 80 26 100 26 CK3263B
MSKNR15-BR40X 80 235 80 40 31 130 32 CK7815 CK7620 MCLNR16-BR40X80 235 80 40 31 130 32 CK7815 CK7620
MSKNR15-BR50X90 45 1, 245 90 50 31 130 32 CK7832 CK3263A MCLNR16-BR50X90 4'~5 1, 245 90 50 31 130 32 CK7832 CK3263A
B ~55 B ~53
MSKNR15-BR60X 100 255 100 60 31 130 32 CK7840 MCLNR16-BR60X100 255 100 60 31 130 32 CK7840
MSKNR15-BR80X 140 295 140 80 31 130 32 CK3263B MCLNR16-BR80X 140 295 140 80 31 130 32 CK3263B
MSKNR15-CR60X 100 278 100 60 36 158 36 CK7840 MCLNR16-CR60X 100 278 100 60 36 158 36 CK7840
C 6§“N 8§u C 6§"/\/ 8§”
MSKNR15-CR80X 140 8 8 318 140 80 36 158 36 CK3263B MCLNR16-CR80X 140 8 8 318 140 80 36 158 36 CK3263B
MSKNR15-DR60X 100 295 100 60 43 175 43 CK7840 MCLNR16-DR60X 100 295 100 60 43 175 43 CK7840
D 92"~ 133" D 92"~ 133"
MSKNR15-DR80X 140 335 140 80 43 175 43 CK3263B MCLNR16-DR80X 140 335 140 80 43 175 43 CK3263B
Bof Vil TIi E1R Lo RF Fofd TR i ER B2 RF
Accessory Insert Shim Clamp Screw pin Wrench Accessory Insert Shim Clamp Screw pin Wrench
451 =451
Pic. Pic.
#= Ordering code SNMG150608 S15B-7.8 YMA-15 SLX-6 S3/S84 A5 Ordering code CNMG160608 C16B-7.8 YMA-15 SLX-6 S$3/S4
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EingsT  Carbide threading tools for oil pipe

ﬂ; =L EHLmE RRE ST

Tool shank for boring inserts Complex round shank holder for boring hole and end facing

o I _\ 'AO R _ | L _ . - — — o
el ° o =
C L1
L
Li
% TS mIseH EER Dimension E LR
Type Ordering code Working range L Ly D Do c F Machine tool
PCLNR16-AR40X80 205 80 40 26 100 26 CK7815 CK7620
PCLNR16-AR50X90 3 1 215 90 50 26 100 26 CK7832 CK3263A
A 23u gl )= 3 FEZR~F Dimension
PCLNR16-AR60X100 8 2 225 100 60 26 100 26 CK7840 T"ﬁ:ﬂ‘? ﬂﬂ_I'}'EEl
Ordering code Working range L Ly Do D ® F
PCLNR16-AR80X 140 265 140 80 26 100 26 CK3263B
PCLNR16-BR40X80 235 80 40 31 130 32 CK7815 CK7620 PSKNR12/12-AR80X140 (A1) 2%" 274.5 140 42 80 100 26.3
- X n n
8 PCLNR16-BR50x 90 4~~5%" 245 %0 %0 3 130 32 | OK7832 OK3263A PSKNR12/12-AR80X140 (A2) 2% ~3% 284.5 | 140 54 80 110 32.3
PCLNR16-BR60X 100 255 100 60 31 130 32 CK7840
PCLNR16-BR80X 140 295 140 80 31 130 32 CK3263B
PCLNR16-CR60 100 278 | 100 60 36 158 | 36 CK7840 [y Vil 7]t L#F HLATIRET RF
c 6 5 8 5. Accessory Insert Shim Lever Lever screw Wrench
PCLNR16-CR80X 140 8 8 318 140 80 36 158 36 CK3263B
PCLNR16-DR60X 100 5 3, 295 100 60 43 175 43 CK7840 & 151
D 95"’\“135 Pic.
PCLNR16-DR80X 140 335 140 80 43 175 43 CK3263B
#1-= Ordering code SNMG120408 S12BP LC4 MCS821 S3
[RGs Vil T1 LA S & ZA2ET wF
Accessory Insert Shim Lever Spring pin Clamp bolt Wrench
= 451
Pic.
A= Ordering code CNMG160608 C16A-8.1 G0516 HT0606 YLB8-20 S3
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EingsT  Carbide threading tools for oil pipe

ﬂ; WRHZARLNT) K R TIHF WRAZ AR T] R 7] FF

Tool shank for papilionaceous threading inserts Tool shank for papilionaceous threading inserts
W E$NSMEL 7] B B J14F Tool shank for papilionaceous round external threading inserts W2 B FNRIES 7] | A 7548 714F Square tool shank for papilionaceous round internal threading inserts

& == -~ - — - -{- ]
c L1 A
L?L @ o AN ]
[ (=} (-] o
3 J]
L L
] TR mIsEE FZE R~ Dimension & PR Sem TR mIsEE FZE R~ Dimension &AL
Type Ordering code Working range | H K B F Fo A Machine tool Type Ordering code Working range | i H c K F Do B Machine tool
P10 (8) W2-A28X25 175 | 28 25 30 35 22 | 70’ €620 P10 (8) N2-AS40X 25 s ] 275|150 | 40 [100 | 25 | 26 | 42 | 65 | 70’ C620%
A 2_",_\_/3_"
A P10(8)W2-A35X%X32 2%"N3%" 175 35 32 35 40 27 70’ P10 (8)N2-AS48X32 8 2 305 | 180 | 48 | 100 | 32 26 42 74 70’ | Qk1312 Q1319
P10 (8)W2-A40X40 175 40 40 40 45 30 70’ P10 (8)N2-AS48 X 32(A1) 2%” 265 | 140| 48 85 32 |26.5| 45 74 | 70’
P10 (8)W2-B35X32 1 175 35 32 35 40 27 50’ Qk1312 P10 (8) N2-AS48 X 32(A2) 2%"~3%" 275 | 140| 48 | 95 | 32 |30.5| 50 | 74 | 70’
B 4” 5 n
P10(8)W2-B40X40 175 40 40 40 45 30 50’ Q1319 P10 (8)N2-BS48X32 1 335 | 180 | 48 | 130 | 32 31 50 | 74 | 50’ | Qk1312 Q1319
B 4”/-\/5_“
P10(8)W2-C35X%X32 175 35 32 35 40 27 30’ S1-344 P10 (8)N2-BS55X 36 2 335|200 | 55 | 130 | 36 31 50 | 77 50’
c G%VNS%. S1-262 S1-245
P10 (8) W2-C40X 40 175 40 40 40 45 30 30’ S1-189 P10 (8) N2-CS48x 32 5 5 358 | 180 | 48 |158 | 32 | 36 | 56 | 74 | 30’ | QK1312 Q1319
C 6_||~ 8_"
P10(8)W2-D35X%X32 5 3 175 35 32 35 40 27 15’ P10 (8)N2-CS55X36 8 8 378 | 200 | 55 | 158 | 36 36 56 77 30’ $1-262
D 95"~13%" _
P10(8) W2-D40X40 | O 8 | 175 | 40 | 40 | 40 | 45 | 30 | 15 D | P10(8)N2-DS55X36 | 93"~133" | 395 | 200 | 55 175 | 36 | 43 | 60 | 81 | 15’ S1-245
[iTRas Vila) JIE ﬁfl?ﬁﬁ Tnze wF B 4 Vil JI# ?AEL’FF Tz RF
Accessory Insert Shim Oblique rod Lock screw Wrench Accessory Insert Shim Oblique rod Lock screw Wrench
= 1 =51
Pic. Pic.
A= B8W2-3H O 4 R B B8N2-3H O 4 BRI
Ordering code B10W2-4H 169.798 ® 4 Oblique rod ne S3 Ordering code B10ON2-4H 169.523 ® 4 Oblique rod ne S3
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ﬂ; WRHZARLNT) K R TIHF WAL SR T] R 71 FF

Tool shank for papilionaceous threading inserts Tool shank for papilionaceous threading inserts
W2 B FNPES ] /A B8 7]4F Round tool shank for papilionaceous round internal threading inserts W2 B FNSMEL T | A E A JI4F Multi-duty tool shank for papilionaceous round external threading inserts
- - - =)
_
L1 x B
- - — ) [
© )
L
30° .
%1 TIHES I3 == il i AL |
Type Ordering code Working range L L D c Do F A Machine tool
P10 (8) N2-AR40X 80 205 | 80 40 100 | 42 26 70" | CK7815 CK7620
P10 (8) N2-AR50X 90 3 215 | 90 | 50 | 100 | 42 | 26 | 70’ | CK7832 CK3263A XA TIHES mISEE == e
25"~ 35" Type Ordering code Working range L H K F B A
P10 (8) N2-AR60X 100 225 | 100 | 60 100 | 42 26 70’ CK7840
A
P10 (8) N2-AR80X 140 265 | 140 | 80 100 | 42 26 70’ CK3263B A P10 (8) W2-A32X-TCMX 2%"“*3%" 170 31.5 32 15 45 70
P10 (8) N2—AR60 X 140 (A1) 2%" 265 | 140 60 85 45 | 26.5 | 70’ B P10 (8) W2-B32X-TCMX 4”~5%“ 170 31.5 32 15 45 50’
P10 (8) N2-AR60 X 140 (A2) 2%”~3%" 275 | 140 | 60 95 50 |30.5| 70’ c P10 (8) W2-C32X-TCMX 6%“~ 8%" 170 31.5 32 15 45 30’
P10 (8) N2-BR40X 80 235 | 80 40 130 | 50 31 50" | CK7815 CK7620 D P10 (8) W2-D32X-TCMX 9%"~13%" 170 31.5 32 15 45 15’
P10 (8) N2-BR50X 90 1 245 | 90 50 130 | 50 31 50" | CK7832 CK3263A
B 4||N5_n
P10 (8) N2-BR60X 100 2 255 | 100 | 60 130 | 50 31 50’ CK7840
e yila) T BRI
_ !
P10 (8) N2-BR80X 140 295 | 140 | 80 130 | 50 31 50 CK3263B Accessary Insert Shim Obligue rod
P10 (8) N2-CR50X90 268 | 90 50 158 | 56 36 30’ CK7840
| P10(8)N2-CR60 100 6%"~ 8%’ 278 | 100 | 60 | 158 | 56 | 36 | 30 CK3263B &5
Pic.
P10 (8) N2-CR80X 140 318 | 140 | 80 158 | 56 36 30" | CK7832 CK3263A
} = i O 4§
P10(8)N2-DR60X100 | 3, | 295 | 100 | 60 | 175 | 60 | 43 | 15’ CK7840 A2 Ordering code | B8W2-3H/B10W2-4H TCMT16T308 169. 798 4 BHI
D 95"~ 133" ® 4 Oblique rod
P10 (8) N2-DR80X 140 335 | 140 | 80 175 | 60 43 15’ CK3263B
e Vil pjf: RHRIAT TRz WE
; . = Bot Tz 17 SKHRET RF wF
Accesso Oblique rod ~== SO
Y Insert Shim q Loa ey U Accessory Lock screw Screw Wrench Wrench
|
i AN
’ Pic.
= B8N2-3H O 4 FRFT
Ordering code B10ON2-4H 169.523 ®4 Oblique rod M6 S3 £ Ordering code M6 M4X12 T15 S3

PAGE-72



PN mimEigg e > mHEEgnI

EingsT  Carbide threading tools for oil pipe

WA SR T) 7 R T)FF

Tool shank for papilionaceous threading inserts

Hy

WAL SR T] R 71 FF

Tool shank for papilionaceous threading inserts

IR RIS T R R A RE A TIHF

Square multiduty tool shank for papilionaceous round internal threading inserts

IR RN T R R ERE & T]4F

Round multiduty tool shank for papilionaceous round internal threading inserts

L1

TIHFRS mIsEHE EERt Dimension TS MTE EER Dimension
Ordering code Working range L L Do H K c F A Ordering code Working range L L Do D c F A
P10(8)-PSN12/12-BS48X32 3%"~4%“ 274 | 140 50 48 32 | 82.5| 63 60’ P10(8)-PSN12/12-BR80X140 3%"~4%" 274 140 50 80 82.5 63 60’
P10(8)-PSN15/15-CS48X32 4%"~7" 400 | 200 70 48 32 145 | 98.5 | 50’ P10(8)-PSN15/15-CR80X200 4%"~7" 400 200 70 80 145 98.5 50’
P10(8)-PSN15/15-DS48X32 7"k 415 | 200 84 48 32 159 |102.6 | 30’ P10(8)-PSN15/15-DR80X200 7"k 415 200 84 80 159 | 102.6 30’
Ao alay JIEE FLAF FLATRZET R Tngz [ il T FLAF FLATIRET FhiAT T2z
Accessory Insert Shim Lever Lever screw Obliquerod Lock screw Accessory Insert Shim Lever Lever screw Oblique rod Lock screw
=41 E 1
Pic. Pic.
8BS SNMG120408 S12BP LC4 MCS821 O 4 PRI J4 ill=s SNMG120408 S12BP LC4 MCS821 O 4 FARFF i
; - it ; - . it
Ordering code | B8N273H Isynais0608| 169923 | sispp LG5 MCS825 | ©4 Oblique rod | M6 FHIFTIRZ Ordering code | B8N273H |onuais0608| 189 °23 | sysp Lc5 NCS825 | ©4 Oblique rod | MO FHLFIE

MERERIRF AS3
$¢Wrench applied is S3
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EingsT  Carbide threading tools for oil pipe

WA SR T) 7 R T)FF

Tool shank for papilionaceous threading inserts

WAL SR T] R 71 FF

Tool shank for papilionaceous threading inserts

Hy

RFL AR ESMRELT] i AR TIAF

Tool shank for papilionaceous buttress external threading inserts

R RARELT] R TI4F

Square tool shank for papilionaceous buttress internal threading inserts

~
x
N4 =
g _
i & @
(3] L
L
S5 TR MIEE FZE R~} Dimension &L P TS MIEE FZE R} Dimension & FHLE
Type Ordering code Working range L H K B F Fo L Machine tool Type Ordering code Working range | L H c K F Do B 2 Machine tool
B P5BIN2-B35X 32 4"~5%" 175 | 35 32 35 40 25 | 60 P5BN2-BS48 X 32 1, 335|180 | 48 [130 | 32 | 31 | 50 | 74 | 60’ | S1-127 S1-344
aK1312 B 4 ~55
5 5 P5BN2-BS55X 36 2 355 | 200 | 55 [130 | 36 31 50 77 | 60’ | S1-262 S1-245
c P5BW2-035X 32 65"~ 83" 175 35 32 35 40 25 40’ $1-245
$1-127 P5BN2-CS48X 32 358 | 180 | 48 | 158 | 32 36 56 74 | 40" | S1-127 S1-344
D . Si_y33. 175 | 35 | 32 | 35 | 40 | 25 | 20’ ¢ 6%’“82"
POBII2-D35X32 98 138 P5BN2-CS55X 36 378 | 200 | 55 | 158 | 36 36 56 77 | 40’
5 3 S1-245 S1-262
D P5BN2-DS55X 36 9§"~13§" 395 | 200 | 55 | 175 | 36 43 60 81 20’
Be i Tk JIE R Thizz RF Bo it Vila) Pa: R Thi22 RF
Accessory Insert Shim Oblique rod Lock screw Wrench Accessory Insert Shim Oblique rod Lock screw Wrench
=1 =1
Pic. Pic.
s ~ O 4 FRHF B _ O 4 PRFF
Ordering code B5BW2-2 169.798 ® 4 Oblique rod M S3 Ordering code BSBN2-3 169.973 ® 4 Oblique rod Mo S3
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EingsT  Carbide threading tools for oil pipe

WA SR T) 7 R T)FF

Hy

R AE AR ET] R EAR 4T

Tool shank for papilionaceous threading inserts

Round tool shank for papilionaceous buttress internal threading inserts

Do

o

L1

7|
Jale

e

WAL SR T] R 71 FF

Tool shank for papilionaceous threading inserts

IR SMEBL T R R E & TIFF

Multiduty tool shank for papilionaceous buttress external threading inserts

L’

0°

8 TIAFRS mIEmE SIS DT e T FAHLER
Type Ordering code Working range L Ly D c Do F A Machine tool
P5BN2-BR50X 90 245 90 50 130 50 31 60’ CK7820 CK7832
10 50
B P5BN2-BR60X 100 45 N6§ 255 100 60 130 50 31 60’ CK7840 S1-181
P5BN2-BR80X 140 295 140 80 130 50 31 60’ CK3263
P5BN2-CR60X 100 283 100 60 158 56 36 40' CK7820 CK7832
C 7 "n__ 1 1 o
P5BN2- CR80X140 4 323 140 80 158 56 36 40' CK3263
P5BN2- DR60X100 3 300 100 60 175 60 43 20’ CK7840 S1-181
D 135" ~20"
P5BN2- Dr80X140 8 340 140 80 175 60 43 20’ Ck3263
i TIE baf:: RHIAT T4z wF
Accessory Insert Shim Oblique rod Lock screw Wrench
=651
Pic.
EiO) ~ 4 FHAF
Ordering code BSBN2-3 169.973 ® 4 Oblique rod Me S3

PAGE-78

R THFRE MIEE FZE R~} Dimension
Type Ordering code Working range L H K F B A
B P5BW2-B32X-TCMX 4%“ ~ 6%“ 170 31.5 32 15 45 60’
c P5BW2-C32X-TCMX 7"~11 %‘ 170 31.5 32 15 45 40’
D P5BW2-D32X-TCMX 13%" ~20" 170 31.5 32 15 45 20’
(i Tk 1 R
Accessory Insert Shim Oblique rod
Efl
Pic.
oS - o4 BT
Ordering code B5BW2-2 TCMT16T308 169. 798 ® 4 Oblique rod
BL i T2z Mgk SLARET RF wF
Accessory Lock screw Screw Wrench Wrench
=51
Pic.
#I-= Ordering code M6 M4 X 12 T15 S3
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EingsT  Carbide threading tools for oil pipe

WA SR T) 7 R T)FF

Tool shank for papilionaceous threading inserts

Hy

WAL SR T] R 71 FF

Tool shank for papilionaceous threading inserts

IR INIRLL T R R A RE & TIHF

Square multiduty tool shank for papilionaceous buttress internal threading inserts

IR R IR T) R RRWE & 714

Round multiduty tool shank for papilionaceous buttress internal threading inserts

H

L1

TIFES mIsEE FEZRT Dimension TIRFRIS mIEE FZ R~} Dimension
Ordering code Working range L L Do H K c F 2 Ordering code Working range L L Do D c F A
P5B-PSN15/15-0S48X32 4%"~7" 400 200 70 48 32 145 |98.5 50’ P5B-PSN15/15-CR80X200 4%”~7" 400 200 70 80 145 98.5 50’
P5B-PSN15/15-DS48X32 7"k 415 200 84 48 32 159 |102.6 30’ P5B-PSN15/15-DR80X200 7" E 415 200 84 80 159 102.6 30’
i Vi)a JIEE ATHF FLATEZET FIRIAF Tz [T Vil JIE TFF FTATIRET ?—lﬁﬁ Tz
Accessory Insert Shim Lever Lever screw Obliquerod Lock screw Accessory Insert Shim Lever Lever screw Obliqgue rod Lock screw
=451 E 451
Pic. Pic.
BE SNMG120408 S12BP LC4 MCS821 O 4 FAhitF L4 B SNMG120408 S128BP LC4 MCS821 O 4 BRIt e
; - [ip~A ; - . ) [if2A
Ordering code BOBN2-3H SNMG150608 169.973 S15BP LC5 MCS825 ®4 Oblique rod M6 FHUATIL Ordering code BSBN2-3H SNMG150608 169.973 S15BP LC5 MCS825 ®4 Oblique rod M6 FHFFIRE

KETEMIRFAS3

MR E AR F AS3
$¢Wrench applied is S3

$¢Wrench applied is S3
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EingsT  Carbide threading tools for oil pipe

ﬂ; WA FNERNT) R AT W A& FNRLNT) R R T+

Tool shank for double-hole series threading inserts Tool shank for double-hole series threading inserts

NFLTI R B FISMRLL T NFLT) R BFIARE T
Tool shank for double-hole series external threading inserts Tool shank for double-hole series internal threading inserts
I —
L c
\
s ®© o ——
® [Fé@—l—
© L

2B THFELS mIsEE EER Dimension ERALE RIS mTE EZRf Dimension
Type Ordering code Working range L H B K F Fo \»  Machine tool Ordering code Working range L c D F \
DP8 (5B) W2-A32X32 2 ] 175 | 32 32 32 39 31 70’ DP8 (5B) N2-BR80X 300 4”~5%" 300 160 80 40 50
A 2_||N3_n
_ 8 2 :
DP8 (5B) W2-A40X40 175 | 40 40 40 47 39 70 aK1312
. DP8 (5B) W2-B32X 32 gl 175 | 32 32 32 39 31 50 S1-3448
DP8 (5B) W2-B40X40 2 175 | 40 40 40 47 39 50’ Si-245 Bt TIk ETIIRET EESESLIRET
Accessory Insert block Adjustment screw Screw
. DP8 (5B) W2-C32X32 ng~8% 175 | 32 32 32 39 31 30 $1-262
DP8 (5B) W2-C40X 40 175 | 40 40 40 47 39 30’ Si-127 FEl 1
DP8 (5B) W2-D32X 32 175 | 32 32 32 39 31 15 Pic.
D 9%"“’13%”
DP8 (5B) W2-D40X40 175 | 40 40 40 47 39 15 A2 Ordering code DP8 (58) N2—CA17 V6 Sm8
fot Tk & FLAF LY ER424T w®F [ied Tk JIE# FLAF SR [ 42T w®F
Accessory Insert Shim Lever Spring pin Clamp bolt Wrench Accessory Insert Shim Lever Spring pin Clamp bolt Wrench
1 1
Pic. Pic.
BS Ordering code |  SopWa3 | DP8(58)W2-DD 60620 Ht0808 YLB8-20 $3 B Ordering code | grm\op | DP8(5B)N2-DD 60620 Ht0808 YLB8-20 $3/85
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ﬂ; S ARIIENT) R BTIF SRR T) FRATIF

Tool shank for diamond series threading inserts Tool shank for diamond series threading inserts
EW TR RFIIMEL A TIF ER TR B RBL A G RTIF
Tool shank for diamond series external threading inserts Square tool shank for diamond series internal threading inserts
@ - e
C L1
o
e =)
L
] TS M3 FZER -~ Dimension &L 7 RS mIsHE FZER~f Dimension E RN
Type Ordering code Working range L H K B F \ Machine tool Type Ordering code Working range 1 T " . . D, . . . Machine tool
B M5BI2-B35 X 32 43637 | 175 | 35 32 35 31 60 oK1312 MSBN2-BS48 32 Lo g5 835 1180 | 48 1130 | 32 | 50 | 74 | 31 | 600 1 gy 45y
B 7 oy ;
c M5BI2-C35X 32 7| 175 | g5 32 35 31 40’ $1-245 WSBN2-BS55 36 855 | 200 1 55 1130 | 36 | 50 | 77 | 3T | 60T gy 545
D M5BW2-D35X 32 11%"~ 20 " 175 35 32 35 31 20’ s1-127 M5BN2-CS48X 32 gl 358 | 180 | 48 | 158 | 32 | 5¢ | 74 | 36 40 s1-127
C
378 | 200 | 55 | 158 | 36 77 | 36 | 40’
M5BN2-CS55X 36 %6 S1-245
D W5BN2-DS55 X 36 130 _ 20" 395 [ 200 | 55 [ 175 | 36 | g0 | 81 | 43 | 20 $1-262
8
Boft Vila) T ER i wF Eofd Vi) WaE:S ER oA _ wF
Accessory Insert Shim Clamp Screw pin Wrench Accessory Insert Shim Clamp Screw pin Wrench
451 =451
Pic. Pic.
A= Ordering code K5BW2-3 K5BW2-DD YMA-15 SLX-7 S4 #J= Ordering code K5BN2-3 K5BN2-DD YMA-15 SLX-7 S4
g
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Carbide threading tools for oil pipe

SRR T FRATIF

Tool shank for diamond series threading inserts

MR AR T R RATIF

Tool shank for vertical series threading inserts

&N TR RSN A ERTIFT

Round tool shank for diamond series internal threading inserts

M a iR R IMELLT] R T)HF
Tool shank for vertical buttress external threading inserts

L1

Do
F
._,]
Q
.
?
T
|
|
|

L L
] RS mIH ES/TH Dimension SE L 2 TIHFES MI ES/TT Dimension SR
Type Ordering code Working range | L D c Do F \ Machine tool Type Ordering code ~ Working range L H K B F Fo L Machine tool
M5BN2-BR50 X 90 245 | 90 50 | 130 | 50 31 60" | CK7820 CK7832 G5BWL3-B35X 32 ] 5 175 | 35 32 35 56 40 | 60’
B 42"~p2" QK1312
1 n 5"
B M5BN2-BR60 X 100 45"~63 255 | 100 | 60 | 130 | 50 31 60’ | CK7840 S1-181 G5BWL3-B43X 40 2 8 175 | 43 40 43 64 48 | 60’
$1-344B
M5BN2-BR80 X 140 295 | 140 | 80 | 130 | 50 31 60’ CK3263 G5BWL3-C35X 32 175 | 35 32 35 56 40 | 40’
C 7 uN11_u 31_245
M5BN2-CR60 X 100 283 | 100 | 60 | 158 | 56 36 | 40’ | CK7840 S1-181 G5BWL3-C43X 40 4 175 | 43 40 43 64 48 | 40’
C 7 "~11_" 81_262
M5BN2-CR80 X 140 4 323 | 140 | 80 | 158 | 56 36 | 40 CK3263 G5BWL3-D35X 32 3 175 | 35 32 35 56 40 | 20
D 135" ~20" S$1-127
M5BN2-DR60 X 100 3 300 | 100 | 60 | 175 | 60 43 | 20" | CK7840 S1-181 G5BWL3-D43 X 40 8 175 | 43 40 43 64 48 | 20’
D 135" ~20"
M5BN2-DR80 X 140 8 340 | 140 | 80 | 175 | 60 43 | 20’ k3263
[ied Vil TI% ER 25 w®F [ Tk S ER B8 2% 12457 ]®F
Accessory Insert Shim Clamp Screw pin Wrench Accessory Insert Glutting Clamp Chip breaker Screw Wrench
E 1 E 1
Pic. Pic.
12 Ordering code K5BN2-3 K5BN2-DD YMA-15 SLX-7 sS4 &2 Ordering code 5BWL3 GSBUL3-XK | GBSWL3-YB | G5BWL3-DXQ | 222 S5
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Carbide threading tools for oil pipe

MR FR BT R RATIF

Tool shank for vertical series threading inserts

MR AR T R R TIF

Tool shank for vertical series threading inserts

1 S mis T RARSLT) R A R TI4F

Square tool shank for vertical buttress internal threading inserts

MR R RIELT) R AR T
Round tool shank for vertical buttress internal threading inserts

- - - I - - =]
NnE
o B e B~ C Li
c \ L —_—
b et ) ———
L
S e 1
L
et} TIFRE mIERE FEZRT Dimension =LK
Type Ordering code Working range L Ls D c Do F A Machine tool
) RS M FZE R~ Dimension &AL G5BNL3-BR50X 90 250 90 50 135 50 31 60 CK7820 CK7832
Type Ordering code ~ Workingrange ., o ¢ p » Machine tool B G5BNL3-BR60X 100 4%“~6%" 260 | 100 | 60 | 135 | 50 31 60’ | CK7840 S1-181
S1-127 G5BNL3-BR80 X 140 300 | 140 80 135 50 31 60’ CK3263
G5BNL3-BS48X 32 : 5 340 | 180 | 48 | 135| 32 | 31 | 50 | 74 | 60’ S1-344
B 45 "~6g S1-945 G5BNL3-CR50X 90 273 90 50 163 56 36 40’ | CK7820 CK7832
G5BNL3-BS55X 36 360 | 200 | 55 | 135| 36 | 31 | 50 | 77 | 60’ 31-262
S1-197 C G5BNL3-CR60X 100 71— 443 283 | 100 60 163 56 36 40’ | CK7840 S1-181
G5BNL3-CS48X 32 3. 363 | 180 | 48 | 163 | 32 | 36 | 56 | 74 | 40’ 1344 4
c e lvy G5BNL3-CR80X 140 323 | 140 80 163 56 36 40’ CK3263
G5BNL3-CS55% 36 383 | 200 | 55 | 163 | 36 | 36 | 56 | 77 | 40’ $1-545
3 $1-262 G5BNL3-DR50X 90 290 90 50 180 60 43 20’ | CK7820 CK7832
D G5BNL3-DS55 X 36 135"~ 20" 400 | 200 | 55 | 180 | 36 | 43 | 60 | 81 | 20’ 3
D G5BNL3-DR60X 100 135” ~20" 300 100 60 180 60 43 20’ CK7840 S1-181
G5BNL3-DR80 X 140 340 | 140 80 180 60 43 20’ CK3263
[T Nk R TRIZ LT LEAR:
Accesso Gluttin . R
ry Insert g T screw Nut EE‘.#F 7]):||_ %ﬁi;{ Tﬁ!ﬂgél mg_a
Accessory Insert Glutting T screw Nut
=451
Pic. E451
Pic.
#-2 Ordering code 5BNL3 G5BNL3-XK G5BNL3-TXLD G5BNL3-LM
B2 Ordering code 5BNL3 G5BNL3-XK G5BNL3-TXLD G5BNL3-LM
NE E1R B24T RF INE 5 1257 RF
Casing Clamp Screw Wrench Casing Clamp Screw Wrench
_ G5BNL3-YB M8X25 _ G5BNL3-YB M8 25
G5BNL3-XT M8 35 S5 G5BNL3-XT M8 X35 S5
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ﬂ; ZREARINBLT] RRATIFF

Tool shank for triangle threading inserts

=RRTI R RTIMES A T
Tool shank for triangle external threading inserts

ZREARINELNT) R AT

Tool shank for triangle threading inserts

=BT R RSIRBL R RIIFF

Square tool shank for triangle internal threading inserts

SR TR mIEE FZE R ~F Dimension &L
Type Ordering code Working range L H K B F Fo L Machine tool
J10(8) W3-A28X 25 175 28 25 30 35 30 70’ 0K1312
A J10 (8) W3-A35 X 32 2%"~3%“ 175 | 35 32 35 40 35 | 70’
J10 (8) W3-A40 X 40 175 | 40 40 40 45 40 | 70
J10(8) W3-B35 X 32 : 175 | 35 32 35 40 35 | 50 S1-3448
B 4'=55" $1-245
J10(8) W3-B40 X 40 175 | 40 40 40 45 40 | 50’
J10 (8) W3-C35 X 32 5. 5 175 | 35 32 35 40 35 | 30 $1-262
¢ 65 ~ 8% $1-127
J10 (8) W3-C40 X 40 175 | 40 40 40 45 40 | 30’
J10 (8) W3-D35 X 32 175 | 35 32 35 40 35 | 15
5, 3
D 9§ ~13 §
J10 (8) W3-D40 X 40 175 | 40 40 40 45 40 | 15’
Bt TIH T +igs wEE  BPAER Emeg F
Accessory Insert Shim Screw Chip breaker  the platen Screw Wrench
&1
Pic.
RIS Ordering code| 8W3-2 | y10(8)W3-00| M4xs J10(8)W3-DXQ | J4 (5) W3-YB| M8X25 $585

10W3-2

SR RS MIEE FZE Rt Dimension &R
Type Ordering code Working range L Ly H c K F Do B y  Machine tool
J10 (8)N3-AS40X 25 3 1 265 | 150 | 40 90 25 26 42 65 70’ 062054
A 2_||N3_vv
J10(8)N3-AS48Xx32 8 2 295 | 180 | 48 90 32 26 42 74 70’
QK1312
J10(8)N3-BS48%x32 1 325|180 | 48 | 120 | 32 31 50 74 50’
B 4"/\/5_”
J10(8)N3-BS55%X 36 2 345 | 200 | 55 | 120 | 36 31 50 17 50’ S1-262
J10(8)N3-CS48%x32 5 5 348 | 180 | 48 | 148 | 32 36 56 74 30’ 0K1312
c 67”’\'8 n
J10(8)N3-CS55X 36 8 8 368 | 200 | 55 | 148 | 36 36 56 77 | 30’
5 3 S1-262
D J10(8)N3-DS55X 36 9§"~ 13 §" 385 | 200 | 55 [ 165 | 36 43 60 81 15’
Bt K kS +igsT EEE  BPER Egeg F
Accessory Insert Shim Screw Chip breaker  “the platen Screw Wrench
=451
Pic.
S Ordering code| [\ [JT0(BIN3-DD|  M4X8 | J10(8)N3-DXQ |J4 (5)N3-YB| MBX25 $585
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ﬂ; ZREARINENT RRATIF KERERINBNT) /AT

Tool shank for triangle threading inserts Tool shank for strip threading inserts
=ARTI R RS RIZS R BRI K& ZSIBT) R RSN
Round tool shank for triangle internal threading inserts Tool shank for strip double-tooth external threading inserts
i A

7 TS MIEE FZE R} Dimension & EHLE S RS mIsEE FZE R~} Dimension & PR
Type Ordering code Working range L L D c Do F N Machine tool Type Ordering code Working range L H K B F Fo N Machine tool
J10 (8) N3-AR40 X 80 195 | 80 | 40 | 90 | 42 | 26 | 70’ CK7815 A F10(8) W1-2A32X 32 23 ~33" | 175 | 32 | 32 | 36 | 43 | 30 | 70’ aKi312
J10(8) N3-AR50X 90 s 205 | 90 | 50 | 90 | 42 | 26 | 70’ 0K7832 B | F10(8)Wi1-28032X32 4"~83" 175 | 32 | 32 | 36 | 43 | 30 | 30’ ae
A 2_"/\/3_"
J10(8)N3-ARGOX 100 | & 2 215 | 100 | 60 | 90 | 42 | 26 | 70’ CK7840 D F10/(8) W1-2D32X 32 o2 —13d» | 175 | 32 | a2 | 36 | 43 | 30 | 15' | SI7348
J10 (8) N3-AR80 X 140 250 | 140 | 80 | 90 | 42 | 26 | 70’ 0K3236
J10 (8) N3-BR50X 90 235 | 90 | 50 | 120 | 50 | 31 | 50’ 0K7820
B | J10(8)N3-BR60X100 4"~5%” 245 | 100 60 120 50 31 50’ CK7840
_ « ' Bo i Vil ER UEReL: 33 XIEIR R 1247 wmF
J10 (8) N3-BR80 X 140 285 | 140 | 80 | 120 | 50 | 31 | 50 0K3263 P e S |t cmen| Feenre Fee| e o Woenoh
J10(8)N3-CR60X100 | . 268 | 100 | 60 | 148 | 56 | 36 | 30’ 0K7840
C 6_”,\/8_”
J10(8) N3-CR80X 140 &8 8 308 | 140 | 80 | 148 | 56 36 | 30 CK3263 El ) /\
Pic.
J10 (8) N3-DR60 100 285 | 100 | 60 | 165 | 60 | 43 | 15’ 0K7840
D 93" ~133" J
) = _
J10 (8) N3-DR8O X140 325 | 140 | 80 | 165 | 60 | 43 | 15’ 0K3263 £5 TOWT=2 1 £10(8) w1-DXB M6X35 | F10(8)W1-ZCB | F10(8)WI-XK | M8X25 $585
Ordering code 8W1-2
s K T 34847 WEE  SePER Eires T
Accessory Insert Shim Screw Chip breaker the platen Screw Wrench
(=51
Pic.
BS 8NS“2 " 1J10(8)N3-DD|  M4x8  |J10(8)N3-DXQ| J4 (5)N3-YB| M8x25 $555
Ordering code 10N3-2
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P985 % SR T) R R 7 #F

Tool shank for quadrilateral threading inserts

PUAR R FELNT) /R T

Tool shank for quadrilateral threading inserts

Hy

PU3a R RSB T) R 73 iR T]4F
Square tool shank for quadrilateral internal threading inserts

PHsa e RSES T) R R 73 iR T4
Square tool shank for quadrilateral internal threading inserts

(O | e i O
< [T
C L1 C L1
= N |
2 ,7777777711 o | e | PN
A P
1< 1T~
L L
2 THFRS MT 3 ES/TH Dimension BRI
Type Ordering code Working range L Ly H c K F Do B y  Machine tool
C10(8) N4-BS48X32 1 335|180 | 48 | 130 | 32 31 50 74 50’
. . B 4||~5_ll
Sl TIHFELS MIsERE =R DI & P LR 010 (8) N4-BS55X 36 2 335 | 180 | 55 | 130 | 36 | 31 | 50 [ 77 | s0'| I3V
Type Ordering code Working range | L H I K F Do B y  Machine tool
C10(8)N4-0S48X32 5 5 358 | 180 | 48 | 158 | 32 35 56 74 30’
C 6_"’\’8_”
M10 (8) N4-AS40X 25 3. 1. 275 | 150 | 40 | 100 | 25 28 42 66 | 70’ 06208% C10(8) N4-CS55X 36 8 8 358 | 180 | 55 | 158 | 36 35 56 17 30’ $1-262
A ) QK1312 5. .30 | s1-246
M10 (8) N4-AS48X 32 305 | 180 | 48 [ 100 | 32 28 42 74 | 70’ 01319 D C10(8)N4-DS55X 36 9§~13§ 375|180 | 55 | 175 | 36 37 60 81 15
s TR B kS +iB4T
Accessory Insert Chip breaker Shim Screw
[ Tk TR +FARET = E1R 1257 wF
Accessory Insert Shim Screw Chip breaker Clamp Screw Wrench
(= {5
Pic.
= 451
Pic.
B2 Ordering code 8N4-2/10N4-2 M10 (8) N4-DXQ M10 (8) N4-DD M4 X8
A Ordering code|  10N4-2 M10 (8) N4-DD M4Xx8 M10 (8) N4-DXQ YMB13-20 ZYLD-M10 $5 85
ER R 4247 i HF
Clamp Glutting Screw Washer Wrench
ﬂ
C10(8)N4-YB C10(8) N4-XK M8X25/M8X35 GB848-85-8-140HV S5
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g; A06HLIKFHTI#F 406K TIH

Tool shank for 406 machine tool Tool shank for 406 machine tool

406%% J]4F Tool shank for 406 boring tool 406 (R $A#: T4 Tool shank for 406 round chasing tool

Do
%
i
!
|
Do
F
1
\_J/‘
|
|
|

TIAFRS mIsEE FERT Dimension TIHERIS mMIEE FE Rt Dimension
Ordering code Working range L Ly Do D c F Ordering code Working range L Ly Do D c F A
406-A1101L 2%" 159 50 44 55 71 26 406-A1108L 2%" 183 50 48 55 83 28.5 70’
406-A1111L 2%" 170 50 52 55 82 30 406-A1112L 2%" 195 50 55 55 95 32 70’
406-A1121L 1 176 50 50 55 88 29 406-A1122L 3%" 200 50 58 55 100 32.2 50’
3_”
2
406-A1121L-15 176 50 50 55 88 32 406-A4106L 4" 220 50 70 55 120 40.5 50’
406-A4105L 4" 205 50 66 55 117 34 406-A1142L 1 200 50 58 55 100 32.2 50’
4_"
406-A1141L 1 176 50 50 55 88 29 406-A8112L 2 190 50 66 55 90 36 50’
47"
406-A8111L 2 180 50 70 55 92 38 406-A8122L 5" 200 50 66 55 100 37.9 50’
406-A8121L 5" 190 50 58 55 102 32 406-A1132L 5%" 215 50 70 55 115 40.5 50’
406-A1131L 1 205 50 60 55 117 33
5_u
406-A1131L-15 2 205 50 70 55 117 40
[ Vilat JUE R 125 wRF Bot Tk Jiz BT Ttz wRF
Accessory Insert Shim Clamp Screw pin Wrench Accessory Insert Shim Oblique rod Lock screw Wrench
[l 51 =51
Pic. Pic.
RS SNMG120408 S12B-6.8 ~ ~ ~ _ BS _ _ 4 FHUFF
Ordering code SNMG150608 S15B-7. 8 YMA-10/YMA-15 SLX-5/SLX-6 S3/S84 Ordering code B8N2-3H/B10N2-4H 169. 523 ®4 Oblique rod M6 S3
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EingsT  Carbide threading tools for oil pipe

406K TIH

Tool shank for 406 machine tool

A06HLERA 1T

Tool shank for 406 machine tool

Hy

406 2 fmERFNHE TI4F Tool shank for 406 horizontal buttress chasing tool 4068 4 JI#F 406 multiduty tool shank

PAGE-98

Is
/
a S i B -
Ll_r ©, o
I TV
L
12 FZER~T Dimension TIRFRS mIEE FZERT Dimension
TIHFRLS W ﬂﬂk_Igﬁlil Ordering code Working range L L Do D c F by
Ordering code orking range L Ly Do D G F A
7
_ _ dn 50 ’
406-A1142L-P5BN2 43" 200 50 58 55 100 | 82.2 | 50 A06-ATT12L7HSKNRTS 29 195 48 >0 % 30 70
1
_ _ In 50 ,
406-A8122L-P5BN2 5" 200 50 66 55 100 | 37.9 50’ A06-ATT32L-NSKNRTO %7 215 64 % 11s 37 50
406-A1132L-P5BN2 5%" 215 50 70 55 115 40.5 50’
G Vil T
Accessory Insert Shim
=451
Pic.
Bo i Vila) T FHRIAT T4z RF
Accessory Insert Shim Oblique rod Lock screw Wrench A= BSN2—3H
Ordering code B10N2-4H SNMG190620 SNMG150616 169.523 S15B-7.8 S19B-8.8
i P /\
Pic. R "
Bo 4 FHIAT Thizz 125K ER RF
Accessory Oblique rod Lock screw Screw pin Clamp Wrench
S _ O 4 RAIFF
Ordering code BSBN2-3 169.973 ® 4 Oblique rod ne 53
=1
Pic.
FiR=] O 4 RAIFF _ _ _ _
Ordering code ®4 Oblique rod M6 SLX-6/SLX-7 YMA-15/YMA-19 S$3/S4/S5
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EingsT  Carbide threading tools for oil pipe

Hy

PAGE-1

A06HLERA 1T

Tool shank for 406 machine tool

406% & JI#F 406 multiduty tool shank

406K TIH

Tool shank for 406 machine tool

4068 & JI#F 406 multiduty tool shank

Do

b N
c [
] TS I FZER~f Dimension
Type  Ordering code Working range L L Do D c F A
A 406-A1112L-MSKNR12/12 2%" 243 55 48 55 102 30 70’
Foft Vil ffis
Accessory Insert Shim
=] 451)
Pic.
B
. B8W2-3H/B10W2-4H SNMG120408 169.523 S12B-6.8
Ordering code
(G RHRIAT T2z ER wF
Accessory Oblique rod Lock screw Clamp Wrench
=] f51)
Pic.
RS 4 PR _
Ordering code ® 4 Oblique rod me YMA-10 S$3

A THTRIS mIEE FZER~F Dimension
Type  Ordering code Working range L L Do D c F A
B 406-A1132L-MSKNR15/12 5%" 247 55 64 55 160 37 50’
BL i TR T
Accessory Insert Shim
E 1
Pic.
BS B8N2-3H ~ ~
Ordering code B10N2-4H SNMG120408 SNMG150616 169. 523 S12B-6.8 S15B-7.8
i BRI Tz e ER RF
Accessory Oblique rod Lock screw Screw pin Clamp Wrench
=1
Pic.
= O 4 RAIFF _ _ _ _
Ordering code ®4 Oblique rod M6 SLX-5/SLX-6 YMA-10/YMA-15 S3/S84

00
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EingsT  Carbide threading tools for oil pipe

A06HLERA 1T

Tool shank for 406 machine tool

ERAFCapto TERGTIF

Tool shank suitable for Capto Tooling System

Hy

4065 A J14F 406 multiduty tool shank i& i FCapto T E %t JI#F Tool shank suitable for Capto tooling system

| 76.15
[ ]
N~
9 @
N )
_ _ _ o ]
RS
s \
8LJ @
72.8
TR mIsEE FZER~f Dimension
Ordering code Working range L Ls Do D © F A
- - 1. , BL i Vil J1E W[ 2% ER
406-P10 (8) N2-MSKNR12/R16 4 2 235 50 62 55 114 32.7 50 Accessory Insert Shim Chip breaker Clamp
h
451 A |
i . \*
Aot TIF paL:: FEAR Pic. /
Accessory Insert Shim Clamp
Bs
Ordering code C5BW1-5 C/26417 TG2-5-7 C/26418 TG3-5-7 C/26419 GY-0017 GY-0018
=1
Pic.
BS B8N2-3H s "
, SNMG120408 | RCMX1606MO 169.523 S12B-6.8 YMA-10 [ 2 iR 1257 $25T
Ordering code B10N2—4H Accessory Sgﬂgﬁ{},‘,?g Plate Screw Screw
IEIG'J
Bt FRIAT T B2 HITESKIRET ES ES Pic.
Accessory Oblique rod Lock screw Screw pin Screw Wrench Wrench
B -
Ordering code | GY70019 GY-0036 |M6A<AIEST| M6x0.5
= 51
Pic.
BS ©4 RHIFF M6 SLX=5 M6 120 s3 S L 5 B R A 1S 02662347 Capto C64
Ordering code ®4 Oblique rod $¢Shank shown is [SO-26623 Standard Capto C6 Shan
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Carbide threading tools for oil pipe

EHFCaptoTERL I

Tool shank suitable for Capto Tooling System

i& F FCapto T & &4t J]#F Tool shank suitable for Capto tooling system

THRESRINTIE

Specific multiduty Cartridge

LTHEATIE Specific multiduty cartridge

o
LD [—
©
N
©
34.5
56.7
Boft Vil $25T $25T
Accessory Insert Screw Screw
Elf1
Pic.
BS M6 #§7E Sk1RET M5 #57ESK4R5T
Ordering code C/32246-B TCMX16T308 M6 Screw M5 Screw

SIZ B 51 B 7R A 1S 0-26623 %R 4E Capto C5#A
$%¢Shank shown is ISO-26623 Standard Capto C5 Shan

PAGE-104

M-
= s
80
2
TIERS BLTIR Ttk b1 5 25 SMETIA Tith BT 25
Ordering code  Threading Inserts Shim Chip breaker Turning Shim Chip breaker
04040X 0
C8W1-31(15°)
C8N1-32 (15° ) TG2-6 BXCQW1BI C/26417 C/26418 C/26419
ER ¥R JIEARET EARARET FHIRARET wF
Clamp Plate Shim screw Screw Plate screw Wrench
O 40/ O 24 EM | 04040 HLAR
® 40/ 24 Circline Clamp| 04040 Locating Plate M5 0.5/M6 X 0.75 Me&/M6 M5X12 S3/54/85
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EingsT  Carbide threading tools for oil pipe

TRHERRINTIE

Specific multiduty Cartridge

Hy

THEATIE Specific multiduty Cartridge

THRESRINTIE

Specific multiduty Cartridge

LTHEATIE Specific multiduty Cartridge

TS 25 TIR TIE =t AT ks i FE 2%
Ordering code  Threading Inserts Shim Chip breaker Turning Shim Chip breaker
04057
C8W1-31(12°)
caN1-32 (12° ) C/28681 BXCQW1BII C/26417 C/26418 C/26419
ER iR TIEAZET [EARERET FHIRARET wF
Clamp Plate Shim screw Clamp screw Plate screw Wrench
© 40/ © 243 L EWR _
©40/®24 Circline Clamp 04022DWB-1 M5X0.5/M6X0. 75 M8/M6 M5X12 S3/S4/85
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TIERS BT T8 B /5 2% SMETIT T8 b7 /B 2%
Ordering code  Threading Inserts Shim Chip breaker Turning Shim Chip breaker
04057 (PTK-B)
04057 (PTK-0C)
04057 (PTK-D)
C5BNT=31 C/28681 BXCQW1BII C/26417 C/26418 C/26419
C5BW1-32
ER iR TIRAZET ERERET FERARET wF
Clamp Plate Shim screw Clamp screw Plate screw Wrench
40/ © 243 ER _
©40/024 Circline Clamp 04022DWB-1 M5X0.5/M6X0. 75 M8/M6 M5X12 S3/S4/85
TR S mIsEE A
Ordering code Working range
1" 5"
04057 (PTK-B) 4 2 N6§ 60’
04057 (PTK-C) 7"~11Z" 40’
04057 (PTK-D) 133" ~20" 20
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EingsT  Carbide threading tools for oil pipe

TRHERRINTIE

Specific multiduty Cartridge

Hy

THEATIE Specific multiduty Cartridge

TIERS BT R T8

40

40
44. 3

80

SMNRITI R

THRESRINTIE

Specific multiduty Cartridge

LTHEATIE Specific multiduty Cartridge

H /B 7% External face T% B 8 25
Ordering code  Threading Inserts Shim Chip breaker Turning Shim Chip breaker
04022-1-1 ‘
P8W1-31(12°) TG2-6T BXCQW1BI C/26417 /26418 C/26419
ER iR TIEAZET EARERET FEIRARET wF
Clamp Plate Shim screw Clamp screw Plate screw Wrench
© 40/ O 243F L E R _
©40/®24 Circline Clamp 04022DWB-1 M5X0.5/M6X0. 75 M8/M6 M5X12 S3/S4/85
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S 3
80
o
©
©
JIERS Ba R JIE W B s ER
Ordering code Threading Inserts Shim Chip breaker Clamp
04022-1-2
P8W1-33 (12° ) T62-6T BXCQW1BI m“;fg:ﬁ’::’g:ﬁp
=Y JIERAEET [EARARET FHIRBRET RF
Plate Shim screw Clamp screw Plate screw Wrench
04022DWB-1 M5X0. 5 M6 M5X12 S3/84/85
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EingsT  Carbide threading tools for oil pipe

TRHERRINTIE

Specific multiduty Cartridge

Hy

THEATIE Specific multiduty Cartridge

THRESRINTIE

Specific multiduty Cartridge

LTHEATIE Specific multiduty Cartridge

H\_
S o<
e
TIEERLS BETIR P B 28 MBI P B 28
Ordering code  Threading Inserts Shim Chip breaker Turning Shim Chip breaker
040W-26417
/GC8-1
C8W1-32(15° ) TG2-6 BXCQW1BI C/26417 C/26418 C/26419
E#R IR TIE25] [ERIZET FERERET wF
Clamp Plate Shim screw Clamp screw Plate screw Wrench
®40/ ® 243 FEIEM | 04040 FEMIHR
®40/® 24 Circline Clamp| 04040 Locating Plate M5X0. 5/M6X0. 75 M8/M6 M5x12 83/54/85

2 =
80
2
©
30°
TIERS BT Tt B S 25 SAEITIA Tt b1 25
Ordering code  Threading Inserts Shim Chip breaker Turning Shim Chip breaker
040W-26417/
c8-2
C8W1-32 (15° ) TG2-6 BXCQW1BI C/26417 C/26418 C/26419
EMR R TIB 25T EARIZET FRERET wF
Clamp Plate Shim screw Clamp screw Plate screw Wrench
O40/ ® 243 FLIEM | 04040 FEHIHR
®©40/® 24 Circline Clamp| 04040 Locating Plate N5X0. 5/N6X0. 75 Me/M6 M5>12 83/84/85

% 040W-26417/C8-1 T8 F/AFEFA,

I ZE, SNEREE.

040W-26417/C8-1 used for 8 tooth/inch round threading, thread finishing cut, external circle roughing cut.
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3% 040W-26417/C8-2FA T8 /BT [EN, WiTIEZE, SNEHEZE.
040W-26417/C8-2 used for 8 tooth/inch round threading, thread roughing cut, external circle finishing cut.
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EingsT  Carbide threading tools for oil pipe

g; TRHERRINTIE THRESRINTIE

Specific multiduty Cartridge Specific multiduty Cartridge

LREATIFE Specific multiduty Cartridge LZRHEATIE Specific multiduty Cartridge

L+

L WAY

|l
[

40

40

44
40
40
44

80

80

©
©

a0 30°
IR BUTIH Ttk Wi /B 2 SMETIA Ttk Wi/ 5% TIEER S BaTIH Ttk Hi/B 2% SMETIA Ttk BT/ 5%
Ordering code  Threading Inserts Shim Chip breaker Turning Shim Chip breaker Ordering code  Threading Inserts Shim Chip breaker Turning Shim Chip breaker
040W-26417/ 040W-26417/
C10-1 C10-2
C10W1-32 TG2-6 BXCQW1BI C/26417 C/26418 C/26419 C10W1-32 TG2-6 BXCQW1BI C/26417 C/26418 C/26419
ER R TIEE2E] EARERET FRERET wF ER iR TIRZ2ET [EMRERET FHRERET wRF
Clamp Plate Shim screw Clamp screw Plate screw Wrench Clamp Plate Shim screw Clamp screw Plate screw Wrench
®40/ O 24IRTLEMR | 04040 ELIHR ©40/ O 24IRTLER | 04040 ELLIR
® 40/ 24 Circline Clamp| 04040 Locating Plate M5X0. 5/M6X0. 75 M8/M6 M5x12 $3/54/85 ® 40/ 24 Circline Clamp| 04040 Locating Plate M50. 5/M6X0. 75 M8/Mme M5x12 $3/54/85
% 040W-26417/C10-1FA-F 105 /B EFA, FRTIMEE, IMEEZE. 3 040W-26417/C10-2F8-F105F /B E#A, FiTIEE, SMEMEZE.
040W-26417/C10-1 used for 10 tooth/inch round threading, thread finishing cut, external circle roughing cut. 040W-26417/C10-2 used for 10 tooth/inch round threading, thread roughing cut, external circle finishing cut.
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EingsT  Carbide threading tools for oil pipe

TRHERRINTIE

Specific multiduty Cartridge

Hy

THEATIE Specific multiduty Cartridge

H\_‘
S 33
80
2
© 30°
pems - mens o ogw mEE O AEDA e GRS
Ordering code  Threading Inserts Shim Chip breaker Turning Shim Chip breaker
040W-26417/
C5-1
C5BW1-32 /28681 BXCQW1BII C/26417 C/26418 C/26419
ER R T)EE2E] E X247 FERERET wF
Clamp Plate Shim screw Clamp screw Plate screw Wrench
©40/ O 24 FLIEIR | 04040 EIIR
® 40/ 24 Circline Clamp| 04040 Locating Plate M5X0.5/M6x0.75 M8/M6 W5x12 §3/84/85

THRESRINTIE

Specific multiduty Cartridge

LTHEATIE Specific multiduty Cartridge

o o<
< < | <
80
2
©
30°
TR S BT R ak: i /8 28 Eﬁ)’(ltﬁ;]fﬁe kS CiEES
Ordering code  Threading Inserts Shim Chip breaker Turning Shim Chip breaker
040W-26417/
C5-2
C5BW1-32 /28681 BXCQW1BII C/26417 C/26418 C/26419
EMR iR TIR2ET £ R4R45T FHRERET wRF
Clamp Plate Shim screw Clamp screw Plate screw Wrench
©40/ O 24 FLIEMR | 04040 ELIR
® 40/ 24 Circline Clamp| 04040 Locating Plate M50. 5/M6X0. 75 M8/Mme M5x12 $3/54/85

% 040W-26417/C5-1 TS F/EHEHN, MITHEE, SMEREE.
040W-26417/C5-1 used for 5 tooth/inch round threading, thread finishing cut, external circle roughing cut.
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¥ 040W-26417/C5-2FF5F/R8640, ¥iJIEZE, SMNEEZE.
040W-26417/C5-2 used for 5 tooth/inch round threading, thread roughing cut, external circle finishing cut.
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EingsT  Carbide threading tools for oil pipe

ﬂ; TRHERRINTIE

Specific multiduty Cartridge

THEATIE Specific multiduty Cartridge

THRESRINTIE

Specific multiduty Cartridge

INTJK Cartridges

34

%
24

60

=S | T
80
TIERS TI% Vil TI% Vil IP3
Ordering code Cartridges Insert Cartridges Insert Cartridges
04026
04029-1 C/20943 04029-2 C/32246-B STSCR12CA-16T
Vil VETIERET 1247 $25T wF RF
Insert Adjustment screw Screw Screw Wrench Wrench
TCMX16T308 M5 M4/M5 M6 T20/T15 S5
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TIHES Vil HTE K IRET wmF
Ordering code Insert Screw Wrench
C/33297
C/32246-B M5X12 T20
0 !
)=
-~ 13.7
56
TIFES Vil 7L S ARET wF
Ordering code Insert Screw Wrench
NCT7
C/20943 M5X12 T20
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EingsT  Carbide threading tools for oil pipe

ﬂ; ZHES AT E BMZ% 51| 7] B

Specific multiduty Cartridge BM series cutter block

INT]3 Cartridges

2=
~ o/§°
Tyt 72.5 43
36.3
25.3 ,<]L|
o
IO E RN =
15°
35. 47 35
TIHES Nk& PaE: 1254 RF
Ordering code Insert Shim Screw pin Wrench
C/34952
SNMG150616 S15B-7.8 SLX-6 S3
T8-S Vil T W B 2% ER
Ordering code Insert Shim Chip breaker Clamp
BM-0007 o ‘
C5BW1-5 TG2-4 BXCQW1BIII BM-0007-YB
N FE 4R M BRI TIEAZET [EHRERET RF
Side gulde Side locating plate Shim screw Clamp screw Wrench
BM-0007-CYB BM-0007-CDWB M5X0. 5 M4/M6 S2/S4

PAGE-118




3th &= h &&=
2N\ AimBELNA > BHEIESMI N
EingsT  Carbide threading tools for oil pipe
g; BM# 51| 7] B2 BP# 51 7] BE
BM series cutter block BP series cutter block
0
7| o
0 — 0
J “-@e |-
35 Z1
43
[T /1]
g o 1 I i
TIFFES Vila) JIEE W /g e ER TJIEAZET [EARARET wF 7 L
Ordering code Insert Shim Chip breaker Clamp Shim screw Clamp screw Wrench
BM-0004 ‘ . ‘ /\
C/26417 C/26418 C/26419 BM-0004-YB M6X0. 75 M6 S4
/ / / B FZE R~} Dimension
Ordering code L B H X 7 X1 74
INT]S Cartridges
BP-0006 61 40 49 23 25.16 10. 29 42
BP-0007 75 50 61 30 31.17 16. 51 52
72.5 43
BP-0008 94 63 78 40 40. 4 20.58 64
Al
=
2
JIER= Vilal J1EE LA SEEH FLATERET RF
&) Ordering code Insert Shim Lever Spring pin Lever screw Wrench
61.58 35
; " i BP-0007
T8-S 7] HeTE S BZET RF BP-0008
; TNMG1604X BP-0006-DD
Ordering code Insert Screw Wrench TNMG2204X | BP-0007-DD 60620 Ht0808 YLB8-20 s3
TNMG2706X BP-0008-DD
BM-0012
C/32246-B M5 T20
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EingsT  Carbide threading tools for oil pipe

ﬂ}' BP % 51| 7] & BP % 51| 7] B2

BP series cutter block BP series cutter block

RS FZE Rt Dimension RS FZE R~ Dimension
Ordering code L B H X 7 X1 7, Ordering code L B H X 7 X 74 X2 7,
BP-0012 91.5 63 78 33.33 18.29 40 37.6 BP-0017 92 63 78 40 58. 05 30. 25 45. 89 40 45
TIERS BT/ TI& g 2R ER TIEAZET TIEER= By R T L=t ER TIEARET [EARERET
Ordering code Threading Inserts Shim Chip breaker Clamp Shim screw Ordering code  Threading Inserts Shim Chip breaker Clamp Shim screw Clamp screw
BP-0012 . ’ BP-0017 ‘ ’ »
C8N1-7 TG2-3 C/41107 BP-0012-YB M5X0. 5 C5BN1-2 TG2-6 TG3-2 BP-0017-YB M5X0. 5 M6
[EHRAZET ERT A T)E 7L K ARET wF wmF ERTIF T1& ERTIH J1E HETL K RET wRF wF
Clamp screw De-burring insert Shim Screw Wrench Wrench De-burring insert Shim De-burring insert Shim Screw Wrench Wrench
M6 TCMT16T304 TG2-2 M5 T20 S3/S4 TCMT16T304 TG2-2 DCMT11T304 D11B(2.8) M5 T20 S3/S4
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EingsT  Carbide threading tools for oil pipe
Al ALl
ﬂ; Ef. swlE. ERFEEIF Elfa. wmmE. ERFERET
Complete tool shank for chamfer, de-burring and face turning inserts. Complete tool shank for chamfer, de-burring and face turning inserts.
45° {51# JJ#F Tool shank of 45° angle chamfer insert {8/ 3w JJ4F Tool shank of chamfer and face turning insert
170
@ v %69 <
L
TIHES Vil HTESKIRET wmF
Ordering code Insert Screw Wrench
C/20943-
, , 32X25X170
TS FZER~T Dimension
Ordering code K B F H L /20943 M5X 12 T20
PSSNR/L 3225 P15 32 25 18 32 170
PSSNR/L 3232 P15 32 32 26 32 170
PSSNR/L 4040 S15 40 40 35 40 250 « (o1 o
170
GES T Wi ALAF 3 4H JE 4857 e S5 o
Accessory Insert Shim Lever Springpin ~ Clamp bolt Wrench o * °
61
Pic.
TIHES Tk HTESKIRET wF
&2 Ordering code| SNMG150616 | S15A-8. 1 G0516 HT0505 YLB8-20 $3 Ordering code Insert Screw Wrench
C/32246-
32X25X170
C/32246-B M5X12 T20
PAGE-124
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EingsT  Carbide threading tools for oil pipe

ﬂ; #lA. il ERFEEIF HITIRSUN T AT

Complete tool shank for chamfer, de-burring and face turning inserts. Tool shank for drill rod threading

E£ERTIHF Tool shank of de-burring insert £h#F 1 BYSMELLT) B B J1#F Tool shank for 1 type external threading inserts

TS FZER~F Dimension sem TR I FZE Rt Dimension & B
Ordering code K B F H L Type Ordering code Working range L H K B F Fo A Machine tool
STWCR3232P16 32 32 22 32 170 A J4(5)W3-A35% 32 | 2%"~3%" 175 | 35 32 | 35 | 40 | 36 | 110" | (crsops
STWCR4040S16 40 40 30 40 250 B J4(5)W3-B35X 32 | 4"~55" 175 | 35 | 32 | 35 | 40 | 36 | 80’ e

$1-262
c J4(5)W3-C35X32 [ 5%%3%" 175 | 35 32 | 35 | 40 | 36 | 45'

Bt nHK HE kST w"F BFR K Wi B 2% kS +igsr  BaPUEIR . mimagsr RF
Accessory Insert Screw Wrench Accessory Insert Chip breaker Shim Screw the platen Clamp screw Wrench

61 51

Pic. Pic.

12 Ordering code TCMT16T308 M4x 12 T15 1S Ordering code| 4Y1W3-1 | J4(5)W3-DXQ | J4(5)W3-DD M4X8  |J4(5)W3-YB| M8X25 585

X AT AT T F4Y2W3-1. 4Y4W3-1, 4Y5W3-1. 4Y7W3-1. SY3W3-1{EH.
This tool shank also can be used by matching with the inserts of 4Y2W3-1, 4Y4W3-1, 4Y5W3-1, 4Y7W3-1, 5Y3W3-1.
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EingsT  Carbide threading tools for oil pipe

HTRELSUN T AT

Tool shank for drill rod threading

TR T AT

Tool shank for drill rod threading

Hy

$hAT 1 BUAMELSL T] B B SR J14F Square tool shank for 1 type internal threading inserts LT 1 BUANE4 ) B BB JI#F Round tool shank for I type internal threading inserts

FZE R~ Dimension FZE R~ Dimension

i) TIFES MIseE ERHLR Eil) TIFES I ERHR
Type Ordering code Working range L H c K F Do B L Machine tool Type Ordering code Working range L Ly D c Do F \»  Machine tool
J4 (5)N3-BS48X32 [ 330 | 180 | 48 | 150 | 32 [30.8| 48 | 74 | 80’ gliéﬂ J4 (5)N3-BR60X 100 I 265 | 100 | 60 | 140 | 48 |30.8 | 80’ $1-190
B 4"/_\45_" n 1 "n
2 B 4"~5— CK7840
J4 (5)N3-BS55X 36 | 350 [ 200 | 55 | 150 | 36 [30.8| 48 77 | 80’ S1-962 J4 (5)N3-BR80X 140 | 9 310 140 80 140 48 30.8 80’ CK3263
C J4 (5)N3-CS55X36 [ 5%"~8%" 382 (200 | 55 [ 182 | 36 [33.5| 53 81 45’ S1-245 J4 (5)N3-CR60X 100 [ 5 5, 8 5, 295 100 60 170 53 33.5 45’ ?1(7?38
c Ou_gd -
8 8
J4 (5)N3-CR80X 140 | 340 | 100 80 | 170 53 |33.5 | 45’ k3263
=1 A B/ 25 S +igs  BAPUEI mimigsr RF # R TR L= kS +igsr  BaPUEIR mimagsr RF
Accessory Insert Chip breaker Shim Screw the platen Clamp screw Wrench Accessory Insert Chip breaker Shim Screw the platen Clamp screw Wrench
) /‘ ) /
Pic. Pic.
A= Ordering code| 4Y1N3-1 J4(5)N3-DXQ | J4(5)N3-DD M4X8 J4 (5)N3-YB M8X25 S5 A= Ordering code| 4Y1N3-1 J4(5)N3-DXQ | J4(5)N3-DD M4 8 J4 (5)N3-YB M8X25 S$585

X AT ATELJI H4Y2N3-1. 4Y4N3-1. 4YS5N3-1. 4Y7N3-1. 5Y3N3-11EMH.

This tool shank also can be used by matching with the inserts of 4Y2N3-1, 4Y4N3-1, 4Y5N3-1, 4Y7N3-1, 5Y3N3-1.
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¥ AT ATEL JIF4Y2N3-1, 4Y4N3-1. 4Y5N3-1. 4Y7N3-1,
This tool shank also can be used by matching with the inserts of 4Y2N3-1, 4Y4N3-1. 4Y5N3-1. 4Y7N3-1. 5Y3N3-1.

5Y3N3-11£ /.
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EingsT  Carbide threading tools for oil pipe

HTRELSUN T AT

Tool shank for drill rod threading

TR T AT

Tool shank for drill rod threading

sy

$h4T 1 BUSMEL T] K B 714F Tool shank for 1 type external threading inserts LT T BUAIE4 T) B B /548 J1#F Square tool shank for 1 type internal threading inserts

x =
u_f 28}
o
L
] RS mIsEE FZE R~} Dimension & B Sem RS mIsEE FZER~T Dimension &AL
Type Ordering code Working range L H K B F Fo A Machine tool Type Ordering code Working range L L H c K F Do B 5 Machine tool
A M4 (5) W3-A35X 32 23n—3lv | 475 | 35 | 32 | 35 | 40 | 37 | 110’ | OK3263 M4 (5) N3-B$48 X 32 330 | 180 | 48 | 150 | 32 [30.8| 48 | 74 | g0’ | $1732]
8 2 CK7840 B 4'|N5lu
n n - 2
B M4 (5) W3-B35 X 32 4"~57 175 | 35 | 32 | 35 | 40 | 37 | g0 | SI7I8! M4 (5) N3-BS55 36 350 [ 200 | 55 | 150 | 36 |30.8| 48 | 77 | 80’ | si-pgo
- S1-245
c M4 (5) W3-C35% 32 6%"~8%" 175 | 35 32 | 35 | 40 | 37 | 45 g}_ggg C M4 (5) N3-CS55 % 36 6%"~8%” 382 | 200 | 55 | 182 | 36 |33.5| 53 | 81 | 45’
B Tk Ji ER HTESKIRE]  ETESKIRET wF wF B TR = ER HBTESKIRE]  EEEESKARET ]RF wmF
Accessory Insert Shim Clamp Screw Screw Wrench Wrench Accessory Insert Shim Clamp Screw Screw Wrench Wrench
=] f51) (= {51
Pic. Pic.
A5 Ordering code| 22ER4Y1SV M4 (5)W3-DD YMA-15 M5X15 SM4X12 T20 S4/82.5 A5 Ordering code| 22NR4Y 1SV M4 (5)N3-DD YMA-15 M5X15 SM4X12 T20 S4/82.5
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EingsT  Carbide threading tools for oil pipe

HATRLSUIN T AT

Tool shank for drill rod threading

HFTIRSUN T AT

Tool shank for drill rod threading

Hy

LT T BUAE4 7] B BB J1#F Round tool shank for 11 type internal threading inserts LT M BLAAEL 7] B B 71#F Tool shank for I type external threading inserts

Do

Fo
%

=
L
L
] TR MIEE FZE R~} Dimension & PR sem TR mIsEE FER~f Dimension & FALER
Type Ordering code Working range L Ly D c Do F \»  Machine tool Type Ordering code Working range L H K B F Fo \»  Machine tool
/ 3. 1 / CK3263
M4 (5) N3-BR60 100 275 | 100 60 | 150 48 30 80 $1-490 A P4 (5) W3-A35 X 32[II 25"~35 175 35 32 35 40 32 110 cK7840
B 4" ~gln CK7840 1. S1-181
M4 (5) N3-BR80X 140 2 315 140 80 150 48 30 80’ CK3263 B P4 (5) W3-B35 X 32]II 4 NSg 175 35 32 35 40 32 80’ $1-190
S1-245
M4 (5) N3-CR60X 100 65" 85" 312 100 60 182 53 33 45’ gl1(7f1338 C P4 (5) W3-C35 X 32]II 5%"~8%" 175 35 32 35 40 32 45’ S$1-262
c On_ g9 -
8 8
M4 (5) N3—CR80X 140 352 | 140 80 | 182 53 33 45’ Ck3263
2 TIE T AT T4z wF
%f:’j{ 7-”:l|_ ﬂzﬁ' E*ﬁ ﬁ&%i%%]— %ﬁ%ﬂ;%‘r ﬁ$ ?}i%:— Accessory Insert Shlm Obllque rod Lock screw Wrench
Accessory Insert Shim Clamp Screw Screw Wrench Wrench
1 r 2
ﬁu Pic.
Pic.
#JZ Ordering code B4Y1W3-1 169.537 b4 M6 S3
A= Ordering code| 22NR4Y1SV M4 (5)N3-DD YMA-15 M5X15 SM4X12 T20 S4/82.5
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X BRI TI FB4Y2W3-1,

B4Y4W3-1. B4Y5W3-1. B4Y7W3-1. B5Y3W3-1{€H.

This tool shank also can be used by matching with the inserts of B4Y2W3-1, B4Y4W3-1, B4Y5W3-1, B4Y7W3-1, B5Y3W3-1.
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EingsT  Carbide threading tools for oil pipe

ﬂ; HATRLSUIN T AT HFTIRSUN T AT

Tool shank for drill rod threading Tool shank for drill rod threading
AT B MRS T] | 7348 714F Square tool shank for I type internal threading inserts LT M B AE4 7] B BB J14#F Round tool shank for 1l type internal threading inserts

34797777777777@
T
L
37 TR ﬂu_Ié’EEI FE R~} Dimension &L P TS MIEE FZE R~ Dimension & PR
Type Ordering code Workingrange | c K F Do B y  Machine tool Type Ordering code Working range L L D c Do F A Machine tool
_ L s1-127 _ ) CK7840
P4 (5) N3-AS48X 3211l 3 1 330 | 180 | 48 | 125 | 32 | 26 | 40 | 74 |110 31-344 P4 (5) N3—AR60< 10011l 3 1 250 | 100 60 | 125 40 26 110 CK3263A
A 2—"/\/3_" A 2_”,\/3_"
P4 (5) N3-AS55 X 36111 8 2 350 | 200 | 55 [ 125| 36 | 26 | 40 | 77 [110’ g}:gﬁ% P4 (5) N3-AR80 X 14011l 8 2 290 | 140 80 | 125 40 26 110’ CK3263B
P4 (5) N3-BS48X 32111 : 345 | 180 | 48 | 140 | 32 |30.8| 48 | 74 | 80’ g}:},ﬂ P4 (5) N3-BR60 X 10011l 1 265 | 100 60 | 140 48 30 80’ CCKK37286430A
B 4||N5_u B 4VIN5_||
P4 (5) N3-BS55 X 36111 5 365 | 200 | 55 | 140 | 36 [30.8 48 | 77 | 8o’ | §17282 P4 (5) N3-BR80X 14011] 5 310 | 140 | 80 | 140 | 48 | 30 | 8o’ 0K32638
c P4(5)N3-CS55X 36111 | 59"~82" | 420|220 | 55 | 170 | 36 | 34 | 55 | 81 | 45" | Q| 5e5 P4 (5) N3-CR60X 100111 c 295 | 100 | 60 | 170 | 53 | 33 | 45 | SKI840
C 57"'\487”
P4 (5) N3-CR80 X 140IIl 8 8 340 | 140 80 | 170 53 33 45’ CK3263B
ik % ,“ AL 22 o 4
Acci:gory Iz—i):_rt gf\ Obﬁiﬁod Locll;ﬁs;rew W*fan%ch = Nk 7] ﬂ ﬁ%hﬂ: Tt wF
Accessory Insert Shim Oblique rod Lock screw Wrench
1) 2 11 '
Pic. Pic
1] =2 i —
&S Ordering code| ~ B4YTN3-1 169.737 o4 M6 83 #Z Ordering code|  B4Y1N3-1 169. 737 04 M6 s3
X AT ATEC T B B4Y2W3-1. B4Y4W3-1. B4Y5W3-1, B4Y7W3-1. B5Y3W3-1{§H. X A ATELJIBB4Y2W3-1. B4Y4W3-1. B4Y5W3-1. B4Y7W3-1. B5Y3W3-1{§H.
This tool shank also can be used by matching with the inserts of B4Y2W3-1, B4Y4W3-1. B4Y5W3-1. B4Y7W3-1. B5Y3W3-1. This tool shank also can be used by matching with the inserts of B4Y2W3-1. B4Y4W3-1. B4Y5W3-1. B4Y7W3-1. B5Y3W3-1.
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ﬂ}' EEASLSEIESE > ColinetZ % 7] KA ERAZ 2E

Chip breaker > Chip breaker for Colinet series threading inserts

SMEL T F# B35 Chip breaker for external threading inserts

EEASEHEIESE > ColinetZ 5 7] KECERAE 28

Chip breaker > Chip breaker for Colinet series threading inserts

RIZL T F /B 2E Chip breaker for internal threading inserts

45°

#I=S Ordering code A H L B 7125 Match inserts
XCQAN1-1 15.8 | 13.2 7.318 C5BN1-1, C8BN1-1
L
45°
pm
A 4
#I= Ordering code A H L B 71 F 2S5 Match inserts
XCQON1BI 15.75 12.6 2.4 C8N1-3 . C8N1-3F
XCQN1BI1 | 15.80 | 12.7 1.3 C8N1-4, G10ON1-5
XCQN1BI 11 25.20 | 12.7 2.4 C8N1-7. G10ON1-8, C5BN1-5

L
45° I-H-H-Iv
©
4 A
#J2 Ordering code A H L &M 7] F S Match inserts
XCQw1-1 15.8 [ 13.2 7.318 C8BW1-1. C5BW1-1
L
45°
=
A 4
A2 Ordering code A H L &M 71 ES Match inserts
BXCQW1BI 15.76 | 12.6 2.2 C8W1-31(15°), C8W1-32(15°) . C10W1-31., C10W1-32
BXCQW1BI | 20 12 1.9 C8W1-31(12°) . GC8W1-32(12°). C5BW1-31., C5BW1-32
BXCQWI1BI |1 25.10 13.0 2.0 C5BW1-5. BC5BW1-5D
30°
x
A 4
#J2 Ordering code A H EAJIEAS Match inserts
TA2118B 12.5 12.5 WE T Z5EIZST] K Double-side series round threading inserts
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ﬂ; WREEW/EEE > PMCRSIT] FECERE WHREEMEEE > PMCRYITI FEERIE S

Chip breaker > Chip breaker for PMC series threading inserts Chip breaker > Chip breaker for PMC series threading inserts

HMZLTT]F B 28 Chip breaker for external threading inserts SMELLT) R UTfESE Chip breaker for external threading inserts

N ) 60

N

A 4.36
A 4.5
#I= Ordering code A H EATIFES Match inserts
e . X o .
&% Ordering code A f L BRTIFES Match inserts XP8WR6 16 11.42 PSW1-31, P8W1-32. P8W1-33
XP8W1-31 15.93 [ 12.66 | 7.72 P8W1-31(12° ) . P8W1-31(15° )
XP8W1-32 15.93 | 13 6.67 P8W1-32(12° ) . P8W1-32(15° ) -t
XP8W1-33 15.93 | 13.4 | 5.61 P8W1-33(12° ) . P8W1-33(15° ) \ 427
XP10W1-31 16 |12.82| 7.3 P1OW1-31 -
XP10W1-32 16 | 12.82| 6.46 P1OW1-32
XP10W1-33 16 | 13.32| 5.61 P10OW1-33
4.4 A
#I= Ordering code A H L EA IR ES Match inserts
40° XP5BW1-31 16.9 | 13.6 4.8 P5BW1-31
_ XP5BW1-32 16.9 | 13.45| 3.1 P5BW1-32
XP5BW1-33 16.9 | 14.2 | 1.25 P5BW1-33
A 4.42
pu =
#J2 Ordering code A H BEA IR S Match inserts
XP8W1B 16 12. 45 P8W1-31. P8W1-32. P8W1-33
XP10W1B 16 12. 45 P1OW1-31. P1OW1-32, P10W1-33 A 4.4
#J2 Ordering code A H &R J1FES Match inserts
XP5BW1-B 16.9 12.32 P5BW1-31. P5BW1-32. P5BW1-33
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ﬂ; WREEW/EEE > PMCRSIT] FECERE WHREEMEEE > PMCRYITI FEERIE S

Chip breaker > Chip breaker for PMC series threading inserts Chip breaker > Chip breaker for PMC series threading inserts
RI24 T] K BT/E2E Chip breaker for internal threading inserts MIRLT] R #/E&8 Chip breaker for internal threading inserts
L
R "
\X 420W
A 3.25
3.25 A
#15 Ordering code A H L a B 71/ 8IS Match inserts A= Ordering code A H L &M 7]/ 8-S Match inserts
XP8N1-7 25.4 | 14.3 3.7 42° P8N1-7 XP5BN1-5 25.4 | 14.55 | 2.17 P5BN1-5
XP8N1-7A 25.4 | 14.25| 3.7 45° P8N1-7

L
=
45°
) WI
A
#J2 Ordering code A H EFA J]1 R #S Match inserts #J= Ordering code A H L ER IR ES Match inserts
XP8N1-7B 25. 4 12.93 P8N1-7 XP5BN1-5A 25. 4 14.3 2.5 P5BN1-5

L
| 420
pu
=
A _J,3'25 A
#J2 Ordering code A H L iEMA 71 H#S Match inserts #I=S Ordering code A H B 71 H 2S5 Match inserts
XP10ON1-8 25.4 | 14.34 | 4.49 P10ON1-8 BXPQN1GC 25.4 11.6 BP5BN1-5. BP1ON1-8., BP8N-17
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ﬂ; WHRE=MERS > 867 BEE WReEk/Ess > HEWE:E
Chip breaker > Chip breaker for assorted inserts Chip breaker > Other chip breaker

. {
15 45°
N
-
]
L1 J"/ 9 0° b
TG3-1 TG3-2 TG3-3
#J2 Ordering code L1 L2 s fiZ 7] & Match inserts
C/26419 25.5 18 4.05 C/26417
TG3-4 TG3-5 TG3-7
TG3-8 TG3-9 C/41107
C/26244A C/27525 C/32155
C/23932/2 C/26419/T TA2586 TA3848

PAGE-142




PN\ mimgug s> AhERSSHE

EingsT  Carbide threading tools for oil pipe

ﬂ; BReE® BReEN®

Shim Shim
ColinetZRFM24 7] K BLE JJE Shim for Colinet series threading inserts Colinet RFMELT] FELE J1# Shim for Colinet series threading inserts
-S _
: E |
B - - - —
L1 y S R
|] = o s J'=' .
#I5 Ordering code L, L, d, S &A1 E RIS Match inserts 1S Ordering code d d, S B TR 85 Match inserts
_ C8W1-31(15° ). C8W1-32(15° ) C/26418 22.5 6.6 6.35 C/26417
T62-6 15.65 12.7 5.4 S G10W1-31. G10W1-32
W R FIR4 T KB E 713 Shim for Papilionaceous series threading inserts
di
A - _S_
2" 1 :

i :

[\ W i

LD |

L1 90° S ]:E
#J-E Ordering code L, L, L, d, S EMAJIFAS Match inserts
#I-Z Ordering code L, d S d, EAJIFES Match inserts
C5BW1-31. C5BW1-32
028081 199 128 57 7 ° C8W1-31(12° ). C8W1-32(12° )
A 169.523 4.8 9.6 3.18 2.5 B8N2-3H. B10ON2-4H

° S
2T
S
L1 90° S o i |-
#J2 Ordering code L, L, d1 d2 S & 71 FES Match inserts #IS Ordering code L, d S d, &R TR ES Match inserts
TG2-3 25.5 | 12.91 | 5.29 6.46 | 4.76 C8N1-7. G1ON1-8 169. 798 4.8 9.67 3.18 2.5 A
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BReEN®

Shim

@ BReE®

Shim

i AR 884 7] K B E T3 Shim for Papilionaceous series threading inserts T RFIEL T) K ECE I Shim for drill rod series threading inserts

#1= Ordering code L d S el; &R 7] F &S Match inserts
169.973 20.7 12.38 3.18 2.5 B5BN2-3
A5 Ordering code Ly d S d, EATIRFES Match inserts
AT RFMEL TI B BCE I Shim for drill rod series threading inserts
B4Y1N3. B4Y2N3.
— 169. 737 .6 12. .18 2.5 B4Y4N3. B4Y5N3.
— B4Y7N3. B5Y3N3
.
. di
N
T
—1s
#J2 Ordering code L D d, S B 71 HES Match inserts
4Y1N3. 4Y2N3.
J4 (5)N3-DD 23. 16. 8 4.5 3.5 4Y4N3. 4Y5N3.
4YTN3. 5Y3N3
#I-Z Ordering code L, d S d, EMAJIFES Match inserts
N B4Y1W3. B4Y2W3,
169. 537 .6 12. .18 2.5 B4Y4W3 . B4YS5W3.
B4Y7W3 . B5Y3W3
.

#I1= Ordering code L D d, S 1&F 7] K #1S Match inserts
4Y1W3 . 4Y2W3 .
J4 (5)W3-DD 23. 16. 8 4.5 3.5 4Y4W3 . 4Y5W3 .
4YTW3 . 5Y3W3
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@ BReE1® RIHEIRL T BHIER

Shim The use of carbide threading tools for oil pipes

(1) A HEREY M TREMIAVIHIMEN =2

Three factors of affecting the machining quality of carbide threading tools for oil pipes and tool

machinability.

(@) NEARGHIINIER. B8
External factors of the tools ,including:
@, TIEEMNGITTHEEM:
Rationality of the design of the tool structure;
@, TIRTAREHEE. HEERRBHAKR;
Blade face, the profile accuracy, degree of finish and the condition of surface structure;

@\ JJRTIOBKRE;
Enforcing quality of cutting edge
@, JIFFHIEREE N M B AR R R E .

Manufacturing accuracy of the rod and the quality of the accessories ,such as break chips.

TG2-4 TG2-5 TG2-8 TG2-9 TG2-10

TG2-12 TA2997A TA4142 TA4121A TA5243 (b) IEASMHREESR. TEAS:

Internal factors of the inserts ,including:

O\ TIREEMERESHEE;

Quality and performance of the base material of inserts
@\ TIREREABRESEEE;

Quality and performance of the top coating of inserts
@\ JIFH R AALIR ML

Materials , performance of the heat treatment of tool rods

) TIRWfERER. 283!
Use factors of tools, including:

O, TIERIEMEFFRER;

TA5587 UCN120612 C/26246D C/26247 C/27526E
O Correct choice and use of tools
@. Bym IR,
The statue of thread processing equipment

Q. YIRS EN A N KEHR;

C/33682B 512.023 512.083 512.123 570.013 Mode and effect of cutting cooling

@, W T AP R T R R 511

Workability and homogeneity of the machined materials
®. Bgm THHIMCHY ML,

Correct choice for cutting specification of thread processing

ER(a), O)EURTTIEE~ESN, ERCBATIAERZERM. TJESBERMNEZRMERT L.

(a) (b) depended on tools manufacturer, (c) depended on tools user. Reasonably using tools is very important.

169.333 SM45 7815000 7883003 NX22-1
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(2) AHEBL M THAF AR (3) A I THERERC T 7 &
Two processing mode of carbide threading tools for oil pipes Recommended Proposal for oil pipe processing
F—fh: BYEHFR: (h EERMAFIESUNTRA) 2%" T ZMT: Machining Proposal
Mode of threading(used to process thread oil pipes, casing pipes and boring rod) PIBRLL
Internal Threading:
HYTHIE s = A - P10(8)N2-AR80 X 140(A1) i LERL
The features of the cutting movement. Round Thread Processing
PSKNR12/12-AR80 X 140(A1) ERFL FimE
@ LTH(ERSIEE. ZL)ERkEs). mEVEIEEH. Inner Hole Boring, face turning
Rotational movement of the work pieces (pipes or connectors).The principle cutting movement is occurred. SMEZELT : External Threading:
@ JIR(BBYUTI B RIRFETERHIRG B & 5 R E T BT K B BT RIRZ 7] . P10(8)W2-A32-TCMX MIERE. EIPER]
Movements and intermittent bites while the tools(threading and roughing tools)move along the generatrix of taper Round Thread Processing , external scarfing
thread. MRGCL3225P16 ZHNE FumE
@ BELFHI AR AR ZHANAHMEIRELMI AN . EREENTTRTBIRKATIF (—RAZRT)ERAEETIA External Turning, face turning
PIEI =, MEGEmZERELIME. SRR T 2RARTIBLEHTGR. p1n— 310 T =T Machining Proposal:
Threading is used an the most widely way of processing the thread of oil pipes. According to the production 8 2
conditions and threading machine, there are two ways: single insert threading and packaged inserts (two blades in PREREY :
general ) threading with tools units. All the drill rod connectors are threaded by single insert threading. Internal Threading:
P10(8)N2-AR80 X 140(A2) in T [E4248L
SEoH BEISMI AR (W, EEREMIRA) Round Thread Processing
PSKNR12/12-AR80 X 140(A2) ERFL, FiwE

Mode of processing threading head (only used to process thread oil pipes, casing pipes)
Inner Hole Boring, face turning

EBIE SR IREL: |

The features of the cutting movement: External Threading:
P10(8)W2-A32-TCMX MLEMELS . KINER

@ T (B RS I TR R E R ELL Round Thread Processing , external scarfing
MRGCL3225P16 SR FiE

Work pieces(pipes or connectors) are positioned and clamped firmly.

@ 75 (124 T) B Rk 7 7)) e L T bk et B0 35 5 50 R (RIS B S B4 75 [0 2 T35 2 R A AR T External Turning, face turning

sl—al' mTs=mT, Machining Proposal:

And still movements and intermittent bites while the tools(threading and roughing tools) rotate around the work 2 2
pieces axis and move along the generatrix of taper thread. AMELL .
@ BLYIMI AR AMIKRAYIKAEM. ERTFAEESHE. EEREEBHML, £5¥ES. ML Internal Threading:
—RE = RTIAMRBIBRLTI F RRARETTT], RYIkE—RBYIIRRERERIIAS. P10(8)-PSN12/12-BR80 X 200 IITEMRES, Fimm. $ERFL
The ways for processing are internal cropping and external cropping. They are fit for producing oil pipes, tubing and Round Thread Processing, face turning, inner hole boring
processing connectors efficiently in large number. External cropping contains packaged threading inserts(three SNBLT
blades in general) and roughing tools units; internal cropping contains single insert threading insert and packaged External Threading:
blades in roughing tools units. P10(8)W2-B32-TCMX MTEMES. KINER
Round Thread Processing , external scarfing
MRGCL3225P16 F5NEL FuRE

External Turning, face turning
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a1 mTsRwT Machining Proposal:

2
AIRLY -
Internal Threading:
P10(8)-PSN15/15-CR80 X 200 MRS, Fimm. ERTL
Round Thread Processing, face turning, inner hole boring
P5B-PSN15/15-CR80 X 200 IR, FumiE. $EAFL
Buttress Thread Processing, face turning, inner hole boring
SMBLY -
External Threading:
P10(8)W2-B32-TCMX MIEES . EIER
Round Thread Processing , external scarfing
P5BW2-B32-TCMX MIBRARLL EINER]
Buttress Thread Processing , external scarfing
MRGCL3225P16 ZENE FimE

External Turning, face turning

7" U EMIAZREIT: Machining Proposal:

LA
Internal Threading:
P10(8)-PSN15/15-DR80 X 200 LIRS FimmE. $ERTL
Round Thread Processing, face turning, inner hole boring
P5B-PSN15/15-DR80 X 200 MIBRARL, FimiE. EAL
Buttress Thread Processing, face turning, inner hole boring
SMRGYL
External Threading:
P10(8)W2-C32-TCMX ITEELS. KINERI
Round Thread Processing , external scarfing
P5BW2-C32-TCMX IR, EINER
Buttress Thread Processing , external scarfing
MRGCL3225P16 FSNEL FimmE

External Turning, face turning

XUEBRNEAFASE

The above plan is only for customer reference
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(4) BRESAHEELT] FrERAZEIN
Suggestions for selecting carbide threading inserts for oil pipes

(1) HEEERY I A

Threading inserts for tubing and casing:

(A) KittEHE =Kt
Condition for mass production:
(a) RABGIkM T A R ELIERNTI R
Insert for threading machine of threaded head:
N THMBLS(F4RTIF)A: External threading inserts(completed inserts):
P8W1-31/P8W1-32/ PBW1-33; P10W1-31/2/3; P5BW1-31/2/3%.
N IAMELA : Internal threading inserts:
P8N1-7; P10N1-8; P5BN1-5;
(b) RABLZER AR ELNERTI A
Insert for threading machine of threaded turning:
IR THMEL: External threading inserts:
BB TIE A Completed inserts:
C8W1-31/C8W1-32; C10W1-31/C10W1-32; C5BW1-31/C5BW1-32
BC8W2-31/BC8W2-32; BC10W2-31/BC10W2-32
C8W1-3; C10W1-4;
BHTIAEA: Single inserts:
B8W2-3; B10W2-4; B5BW2-2
S8W2-3; S5BW2-2
BM8W2-3; BM10W2-4;
K8W2-4; K5BW2-3; K5BW2-3D
5BW1-3; C5BW1-5
T AY24: Internal threading inserts:
08N1-7; C10N1-8; C5BN1-5; C5BN1-2; C5BN1-3
B8N2-3; B8N2-5; B10N2-4; B5BN2-3; B5BN2-2
S8N2-4; S5BN2-2
K8N2-4; K5BN2-3; K5BN2-3D
U5BN1-5; U5BN1-5F
U8BN1-7; U8BN1-7F; U10N1-7
SK8N1-3; SK8N1-5
(B) Mt BEF~FHIIRABYFLH AR MI)ERNTI A
Insert for pilot production(processing in threaded turning):
fNISMEL: External threading inserts:
10WI-2; 8W1-2;
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8W3-2; 10W3-2;

16ER8API; 16ER10API

5BWL3;

N ITAMBLL: Internal threading inserts:
10N4-2; 8N4-2;

10N3-2; 8N3-2;

16NR8API; 16NR10API

5BNL3;

(2) $EHTIRELT] Fr (PR BB B A N L)

Threading inserts of drill rod(processing in threaded turning):

1871k @A

Type 1 : ordinary

I&87]k: B

Type I : ordinary

W27 : EZERT3 1/2" AT NIRRT LR IMRLGN T

Type II: mainly used on external and internal thread for tool joint below 3 1/2” .

(5) AMENZLT] R HIHIER
Cutting figures of carbide threading inserts for oil pipe
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AHERLT) A FEENASER T K AERNTEERESEVIHIAFTHSRER, EXTHRERESIZELMIR
B HEXRIEFG+IEE. RETIRWEFTESLTIR)EERITAEREA KT A TURE SR TIETIZA0TE B8
B, MBI ERERRE.

The right design of teeth structure and load will progress the quality and efficiency of carbide threading inserts, also
will increase the service life of inserts. The different feed ways will decide the cutting figures of single teeth insert (e.g.
drill rod connector insert),but not decided by the teeth structure.

(1) —RETITIETE R £ B YIHIBI AL -
Thread cutting condition of one time feeding:

ENMRDELRMEEBARE, A—RTRETREBIVHINGRARERR, TUEERSYER, XARAEE
WItYIHIER, REBYUTIRE®. LIUTE, TRR—RETNTELRZITETRESBLHINZY T A, Hel—
MEESEIARIBREEENER, »ABEEBYATHAESBUSAESEYHIRE. (FEN540.07-0.12mm. 4K
151:40.10-0.20mm)

If the power and stiffness of threading machine is enough large, finish the thread cutting by the one time feeding
will be the most favorable alternatives. Which will increase the efficiency and design the cutting figures more
reasonable, increasing the service life of inserts. Notes: no matter the threading insert finish thread cutting by one time
feed or repeatedly feed, the last fine teeth must wholly cover the threading teeth and ensure the chipping allowance is
reasonable(the side tooth is 0.07-0.12mm,tooth top and tooth bottom is0.10-0.20mm).

FRIHERLNT) AHHER
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Bi1: P8NI-7TRIEE 5 FIRL A0 ARSI HI B (EID-1)

e.g. 1: The cutting figures of internal round threading of P8N1-7 casing connector. (D-1)

f512: PSW1-31/P8W1-32/P8W1-338) =K i A EEE R IRL A SMEL LRI EIF (EID-2)

e.g. 2: The cutting figures of external round threading of casing pipe body formed by P§W1-31/P8§W1-32/P8§W1-33. (D-2)

[#D-1 [#D-2
(2) ZAGETITIZSER B LHIR IR -
Thread cutting condition of repeatedly feeding:

EFLNNERNMETGEHE—RETTIETT R SIBLYIHIER T REERNZRETITERTM. I, F—R
TREMVIBREENRE, EFARI3MEALTIF), SIRLT]RTRIER T AE—RITIRN S EEAKE. FEEH
TR EHEEEMS, VIHIEREN.

If the power and stiffness of threading machine is not enough large to complete the one time feed, have to use the
repeatedly feeding. In this case, the first process should cut down the most chipping allowance,(specially for the 3 tooth
or more), so the allocation of the first process will decide the design of inserts cutting figures. The next process for
roughing tooth , the chipping allowance will be small.

Bi1: BSN2-SEEH fi BURL Y MR HI B (EID-3)
e.g. 1: The cutting figures of internal round threading of BEN2-3 casing connector. (D-3)

E— X112 The first feeding #R1T#2 The second feeding
ED-3
f5l2: PSBNI-SEEREIR MIHIARL A0 AIRLLYTHIE L (BID-4)
e.g. 2: The cutting figures of internal buttress threading of PSBN1-5 casing connector. (D-4)

#—R1TH2 The first feeding $ZR1T#E The second feeding

[ED-4
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(6) AiMMEEERBLIABEREKN “WEIL” 254 KA anED-6 U #h B X AR AL T) i L S T B 2R A4 .

"Double circular-arc" structure of refined bottom tooth of carbide threading inserts for oil pipe D-6 four type groove and chipbreaker structure for threading inserts.

MED-5f/R, AMMEREEMEEEMN IHNERYIIR, EREEANEKRLRA “WEIN” 44, BR15
R2=AESMEE, HR2~R1+(0.2~0.3), (R1770.508mms%0.432mm), SZEGIERA, ATkt THHBREUETREIN “/NETn”
W “XHE” RBEFRE.
As the table D-5, the round threading inserts of tubing, casing and the connector, with the "double circular-arc"
structure on the refined bottom tooth , i.e.R1, R2, R2=~R1+(0.2~0.3), (R1=0.508mm or 0.432mm) will help to avoid the
flaws of "plat teeth" and "crash" on the tooth of the thread. M WEL

Il type chipbreaker stage

18 EXHrEH T2 EXEER V& WifE&+#ER
I type flat chipbreaker I type flat chipbreaker IV type chipbreaker stage + chipbreaker
[ED-6

ED-5 T A#5%E & . X o
Table D-5 f|n|sh|ng tooth of insert '«Z\gﬁiiaﬂ:‘l; Eﬂf%“lgélml':hH"]%Eﬂ%ﬂ%i—"iéﬂ‘]?ﬁ*iﬁﬁz_, E.Egﬁa"]jj}:ll_t1jt%, #%%U%*%Eﬁﬂl‘]%ﬁ}g%

RAEM. LRI FER KRB REATT B R ERRAURENE, eI EE.
The chip breaking is one of the difficult in oil pipe threading cutting, specially for the finishing tooth. Above structure

will improve chip issuing and breaking partly.
(7) AIMEEL T R E R R ET 2R a0 LR e R
Several types of flute and chip breaker of carbide threading inserts for oil pipe: (8) FAMEBLL T] F 4 Se b M} TIAF 454 JLFP T =

The several forms of oil pipe thread blade clamping structure and cutter arbor structure

TIFFRNTIIRFTIZ (S TIE )z [ER)EERRY . REBEBIERE. BEMEE.

The cutter arbor is a connecting part between the blade and the cutter holder(or tool apron),which must have
sufficient strength , rigidity and a precision.

TR R RTIFBIERSY, WRERRRNTIZR(STIRE)HIERSY

The head of cutter arbor is part that is clamping the blade; the stem is part that is installed into the cutter holder (or

tool apron).

TIFF LA R KTV R B MEMETER KBTI R RAMAEN . BRERASAEFEBREMRIMIN, TERIERR
TIREIRIME. EAFTEMEERE. ERAFEURHIENRBEENX.

The structure of the head of arbor , namely , part of clamping the blade, is mainly determined according to the
blade shape. It requests not only sufficient strength and rigidity, but also requests that the rigidity of clamping blade, the
position” s accuracy and reliability, the ease of use and the chip removal the chip-breaking are ensured.
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TRISHIAREITI R BHEMR R RGN, T2 IERESAHEESIIFE SRR,

The different structures and shapes of the blades have corresponding clamping structures, it can be found in the
type-labeling instructions for the oil pipe thread cutter shank of cemented carbide.

EER(MECEMARFINES T A (EBRETIR)NRREHE. XEZATMIh EEERERIZEL. QRIES
HIRET AR &S A . ARIHEERIERBIIRRSBIRFE.

The up-packing type (the structure of M and C) is the clamping structure of no hole square-shaped blade (or fan-
shaped blade), which is used mostly for processing the joint internal threads of oil pipes and casings. The screw of
hook-shaped nut with the left thread and right thread at the both ends play the role of pressuring plate that is clamping
the blade and the guide chip plate tightly.

SRATRRIR (PEM) ITE LTI AR R kN, BEENEREER. TTRFEILNRIEEENREE. 41
FE ENAR. NAMRARESFRESR. B, EERSITETIR(RHEFLTIA)ER.

The draw-in type of inclined pulling rod (the P structure) is a draw-in type champing structure with a double-
tapered-hole blade, which has a two-way clamping effect. The precision needed of the tapered hole of blade should be
guaranteed. It is characterized by compact structure, reliable positioning and higher blade material utilization rate. The
blades (double tapered-hole blades) of oil pipes, casings and drilling stems and others are all suitable for use.

e R AR AR T ) e SR 45 4 (V4548 ) = A TR S0 AT Sk AR L) | R AT SR B R U = AL EFL T R B R X

The two-way clamping structure with core rod pressuring plate slope(the J structure) is mainly used for the
clamping between the drilling stem joint thread blade and the triangle straight hole cutter of oil pipe thread of sucker rod
assembly.

BRFIE M E R R (FER)RA TREKERIERBEFEEXTIRNERREY. ERER. EEEMRIMELMI, RE
FE, JITEHRERLDARVIEHITEEULRER. EANTINROSAIRBEEHITHEE.

The wedge slope lateral clamping (the F structure) is used for the clamping structure of long prismoid strip, non-
coated, regrinding-type blades, which is used in processing the external threads of oil pipe, casing body, with features of
clamping firm and multiple usage by re-grinding along the cutter edge surface after the cutter edge abrasion, the blade
center height can be adjusted as required when using.

MEINRNEEZGCHEY)FTERATUR=AXAEMRBHEESBEL R ETIRNRREN. TIREBERNMEREF,
REFERHSS. WEMELERMERNGESHMAKE.

The lateral clamping of standing mounted blade (the G structure) is mainly used for the clamping structure of the
standing mounted triangular indexable buttress casing thread single-tooth blade. It is good at its blade strength and
rigidity, with features of clamping firm. This structure has clamping in the two directions of upward pressure and lateral
pressure respectively.

TIFFEORRER RN TIZR(TI )R, —REVTIAFREBBE AL KSG R . EREMTRBEMEITELN L, WIBE
EAEF. WEBRTMRIETFEREBRREMNMOER, HETIFFLIEEKENRATEE ), UBLEF~EYIEIRE)
RAZGRER YL

The arbor’ s shank is mounted into the cutter holder (tool apron), the average arbor shank section is square or
rectangular. In some CNC threading lathe for processing the internal thread, the shank section is round shape. The
arbor shank size should ensure the arbor shank of sufficient strength and rigidity requirements, and ensure that the
ending length of arbor head should be short as much an possible to prevent the generation of cutting vibration and

thread surface ripple.

AREHIFRT, TIAFREBALIPARMELES, EHERLBRABYBHRRAG RGN, TEENELIIFLRE
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F, MNED-7FR. KkEMIAR, RAF/EEHRLE, TEERENTIHF.

In most cases, the arbor shank and head is an integral structure , but there is also a modular assembly structure
that the head and shank is separated from each other, which is mainly used the internal thread arbor, as shown in
diagram D-7. When the head is damaged, we just have to replace for the head, without need to replace for the entire

arbor.

D-7

AT RFEM TN T) A AN T BXBAERMNTERGERA, TTRREENHLEFEMR—AE, HENFTH
BIL TRy IR A, SERERBYERAX. X—HRAEIFLESMIHE, K40° ~1° 207 ZE, 7
Ko BIERBEIFERAMNESBANRERRBB)REZE, FKETHERATIFRIE. KHEARC-050TTH JIHFHRE
YWEAG®MA. B. C. DEIRNERATEEZEMBITIFTFHSE.

In order to maintain that the two blade edges on both sides have roughly the same normal relief angle of side
cutting edge when processing the thread, the blade installed in the arbor is on the need to tilt at an angle; its value
should be equal to or near to the thread helix angle. Therefore, it is associated with the thread pitch and the thread
diameter. The tilt angle has been processed out of the arbor, between about 0° ~1° 20’ , which are divided into the
for sub-grades. Therefore, when the arbors are chose and used, users should choose the appropriate arbor sized after
the pipe thread sizes(the diameter and the thread pitch) have been determined. The pipe thread arbor size(diameter
and pitch) is determined, to select the appropriate arbor size. The A, B, C, D in the cutter arbor labeling instruction & on
page C-050 of this sample book indicate the arbor sizes applicable to different diameter pipes.

TIFFRTIFFEHERMRRMEIE, HFHITRALCEUMRFRAEERNEEREE, HERNHAMRRIFNERE
EHliE. TIHTFEEREMNEFHREE LUXLEIZERIBE.

The cutter arbor and the arbor parts are required to be manufactured from the high-quality steel. And they should
be heat-treated to maintain and achieve the required hardness and strength; the chip breaker should be made of the
cemented carbide. The arbor basal face and positioning surface etc. Shall be grinded so as to achieve the required

accuracy.
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(9) AMERYUT] R YIE|F SRR R

Suggestions for selecting cutting parameters of carbide threading inserts for oil pipe

(2)ETVREB R &R TR EHEF R (WFRD-2)
Recommended feeding frequency and depth(table D-2)

(1) VIBLEE SR (ED-1)

Recommended cutting speed( Table D-1) %=D-2
Table D-2
FETI1TIERF Feed sequence
#<D-1
Table D-1 TI R mhEAE 1 2 3 4 5 6 7 8 9 10 M 12

Type

1z J17RE (mm) Penetration of a tool(mm)

T 44R%%; Steel grade

1=
S =cr, S 2[&7:.”# 0.60 | 0.40 | 0.35 | 0.30 | 0.20 | 0.20
EBAN RERR B Resitant 2z S BN 2 tooth insert
Plain Seconddaryhigh High esistantio | Anti-collapse ickelic_hig = 3T
corrosion chromium @ 3 tooth | 0.80 | 0.60 | 0.40 | 0.20
; 3 insert
J
ngfﬁ& BUS5HfkE | LINSORKFE | P10k 2 = EW? 5IETIE 175 | 0.5
Hfth#nH40, | H#RIACT5. | HABIACI0. | o0 o oo NBO+T S 3 5 tooth insert
K55, M65% | L80%F T95. Q125% | .00 o oo P110+T 13Cr =8 g TETIE (=30 180 | 0.20
J55 H40 K55 N80 C75 L80 P110 C90 T98 X § ? a 7 tooth insert ’ ’
Mes @125 28 THETIF (=) 200
«Q H b
YIHERE (5K/4>) Cutting speed(m/min) g ! t;g:t;jln#‘sert
N g iz o 0.70 | 0.45 | 0.40 | 0.30 | 0.20
SRR R 90~120 80~100 - - - —-- S m 2 tooth insert
Non coated insert = = 3t
apE g 3 ] 0.85 | 0.60 | 0.35 | 0.20
chla%t)-e?dji]n)jert 170~220 150~200 120~180 120~180 100~160 50~100 2 % ig 3 tooth insert
8 3 tooth insert '
a 35T H BH AR 200
3 tooth insert ’
: H I e ‘\ ﬁ\/‘\ :-l- \A A Ay ‘% ZI ‘y ‘II rll 1 = \\ 000 JJ:
I RIBIBATRERFT SR EBTINIESE; a0 FIEINRE RN K20% _ 21&7_.]):"- 0.55 | 040 | 035 | 0.20 | 0.15
Remark: The data in table is for coolant cooling enough, when dry cutting please lower 20% speed. 'c':,n" 2 tooth insert
3 Rizsyi)at
~ 0.80 | 0.55 | 0.20
2 2 Eé 3 tooth insert
= =5
2 3%« A7) 1.00 | 0.50 | 0.15
;ﬁ 8 4 tooth insert : : :
= = | S
g5 ¢ B T1fy 1.60
%‘-10 8 tooth insert
Q F =
= 2471 R 0.55 | 0.50 | 0.35 | 0.20
5 12 g 2 tooth insert
o [0) 1
=4 3 i S T) 0.90 | 0.55 | 0.15
5 L i 3 tooth insert
o —
=3 = 1=
= 3 48T R 1.05 | 0.50 | 0.15
a 4 tooth insert
@  3ETIA QK. SHEE | 44
3 tooth insert
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(QFETIRE R A R TIRE Hef 3R (M &RD-3) (10) AHEBL TR ER H TR E TFER
Recommended feeding frequency and depth(Table D-3) A number of issues that should be noticed in using oil pie thread cutting tool

(1) ERw, EAEKRTRIIAESH, MIERREREXK.

*%D-3 Before using it, the user should be aware of the tool structure, processing requests and operating requirements.

Table D-3

p— (2) 7JFF o IE MR B R RAETIZR(HTIEE) £ %R, TIREIIAEERNER TS5, HBFELNATIAFREEE N

FETITIBRFF Feed sequence . T e A O \ i

. RABOREITHRIE, FxHTREETIELMESE. KIERENE0.015mm/100mmz K. BIE5RIZEL F IR
TIR#RAAAE 1 2 3 4 5 6 7 8 9 10 11 12 T
Type , B .

iz 713R E (mm) Penetration of a tool(mm) The arbor must be correctly and securely clamped onto the cutter holder(or tool apron). Before installation . the tool

holder and arbor base surface should be wiped clean. The arbor shank base surface of general threading machine

= 1

by % ?tlglolt;ﬁjs]e): 0.35| 0.30 | 0.25 | 0.25 | 0.20 | 0.20 | 0.20 should be aligned by using a dial indicator to make it parallel or perpendicular to the screw axis. The alignment error

o =

s n:_> A s should be within the 0.015mm/100mm. Other wise the error of thread form will be caused and even beyond the

a2 g SR 0.50 | 0.40 | 0.35 | 0.30 | 0.20

g 3 o 3 tooth insert tolerance.

=3 ) e

g% S &R 1.30 | 0.45

] =] q . .

e 5 toofh insert (3) BYTIK R EHRRBITIAFQTIHERN. BFRIHNARUERE, RARFERRET. TIH LR EHT
AE

S Bereat 0.45 | 0.35 | 0.30 | 0.25 | 0.25 | 0.20 %, RETEE. REPTREMREBHURNBRSNERFLRA TR, UREHIHRARLTIA . SRBTH

%;% = DT B, I EMTIRERTI R EEEHNERTE, TEEEBRAN, SMNSWEREERIBT]HRiE.

«Q =

S B 34 2 tort'h insert 045|040 | 035|035 | 0.20 The thread blade should be installed correctly onto the blade slot of arbor. The side positioning faces of the blade

§%§ ::r'%% 3ETIE 055 | 050 | 0.40 | 0.30 are pushed by hand firmly, and then tightening the clamp screw. The positioning of blade should be accurate and

— (D =

2 A 3 tooth insert ' ' ' ' reliable, clamping firm. The clamping screw or other clamping components and chip breaker etc should be replaced in

> =3

% a 371 (3R Ak4H) 175 time if any damage to avoid damage in the thread blades when cutting. Each time when the blade being changed , the

3 tooth insert

4y1. 4y2, Sy3BETIH
single teeth insert

blade slot of arbor and all the basal surfaces of the blade should be wiped clean, not allowing any chips being.

0.50 | 0.45 | 0.40 | 0.40 | 0.35 | 0.30 | 0.25 | 0.20 | 0.15 | 0.15 | 0.10

=1
@
o 5
= D0DR i+ 4) HUREFEIR—EZ AR ER, REBOMTIBENH#HERIRE.
S si 4Y4‘| 43’5?“'?'7”: 050 | 045 | 045 | 040 | 0.35 | 035 | 035 | 030|030 | 025|015 | 0.10 ) S E .
2 " g o7 single teeth inse The lathe tapered plate must be accurately adjusted to minimize the processing thread taper error.
Q =)
§ 7 §" sin‘;)(tgi::tlt?]iriert 0.45| 045 | 0.40 | 0.40 | 0.30 | 0.30 | 0.25 | 0.20 | 0.20 | 0.10
81% O ayl. dy2. 5y3EETE (5) RIFEBA RN BREFMEE KX/, BYUINF LW R EREEBRAENTIGA, ENBRABNEHLEE, KE
°F = y S‘ing3|’e ‘teefh o 0.50 | 0.45 | 0.45 | 0.40 | 0.35 | 0.30 | 0.30 | 0.25 | 0.20 | 0.10 TIEMERYR, EREEER T EmUES.
g = E’_, 48 4y4, SySEHETIR According to the different thread diameters and the thread pitch sizes, the bottom surfaces of the blade slot on the
‘é—. gz% single teeth insert 0.5510.50 | 0.45 040 | 0.40 | 0.35 | 0.35 | 0.35 | 0.30 | 0.20 | 0.10 thread arbor have different blade edge tilt angles to accommodate the change requirements of helix angle, improving
< “g’__ ' 4y6$fi|7]_)='f 050 | 045 | 040 | 040 | 035 | 0.35 | 0.25 | 0.20 | 0.10 the situation in the lateral rear angle of the blade , the user should pay attention to it in the selection of cutter arbors.
3 single teeth insert
(6) A LiZErh, MREFDEEBURERS. TTRTNORSRELIEERT, UERIFRERE, ®RENIER
BT BOUREHRERELNSEIFKE, FWEHNNERES, BELIAHFEN, BIASENS. XENTHMT
AIRERT S ETITINAEE, SEDNNEMNENRGO, BT EMEREBESEYBESRIGIE. BEEER
B E—MALENERZ LM “E KEGEH. EEERY). MITELE, ZIERERBUBAREN LSRR
MMM IEAATEELIRSUUN M E BT %, BRARKIIAHEER, NitkRbaH T RaRzTIRE AR AL . EMNEZEL TN L IMARRE. TURRZEREZER S EERL/LINE T TXE(T] R TEIR) . B9REEIRER
PS: The feeding frequency in the table should be decreased if the thread for drill rod connectors be roughing turned by plain tool then ZiiREhE IR, TEEmT: RENIERE. ERDELRS, kBT NIEFERHN@IERETIRNTITIRBLNIER), =

refined by form tool.
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E7TEFE R, SERSBIRMESVIEIFRIBIRENINERIIRIAR AT RES RS QNI iR X) & K SURPETI R AR
BEEMKIER IR EMIALLE.

In the process, we should always pay attention to the thread surface condition , the blade edge status and the
threading machine operating state, in order to adjust operations at any time to maintain the normal process. The most
common thread surface defects are corrugated and scuffing, the factors that result in their occurrences are many, some
in the thread blades aspect, and another in the lathe aspect and so on. The scuffing occurrence may be due to the
causes that: either the finish degree of blade, or tiny edge chippings and notches in the blade, or the chip built up
sticking with the blade or the scratch wound caused by the chip. It is the most vulnerable to a ‘docking” scuffing
occurrence(refer to oil pipe, busing round thread) that the circular arc of finish turning teeth bottom at one side is a
whole circular arc. In processing the thread, the depth of cutis not enough so that it fails to process the complete
allowance of rough machining, therefore the clear scuffing would occur on the top of thread. If the rigidity of machine
tool system is poor, it is easy that the scuffing occurs on the top of several teeth at the ending of pipe(when the blade is
cutting). The ripple on the thread surface was due to the vibration of the system. And it is likely to cause ripples that:
either the poorer stiffness of system, the machine power is not enough , or because the blade is too sharp(such as the
situation that the edge of non-coated blades is not intensified), or the excessive wear and tear of blade, or because the
system self-oscillation frequency is closer to the frequency of forced vibration in cutting .If the above scuffing and ripple

defects occur, we should treat them according to the concrete circumstances and causes.

(7) T AEHEZLE, SELUEELTFITREIUEERIZGENKRE . MRBYUSHEREFNESRER AL
BEE, BESIRANERBERX. LIRETRFAREERERTNTIR. BELTIRESE, BRIPUKSIESE
SIERBE. TIRERGSIRASE/NMEE. HANBESFWEKANTL. HtBaSKniRn, #E. ERESF~
FIREMNFESHRBAERLEX, FEMFEIK.

When processing the oil pipe thread, the thread must be inspected for its precision using a single parameter
measurement instrument and the thread gauge. If it is found that the tooth height and the tooth profile angle is out of
tolerance during the thread parameters examination, it is associated commonly with a tooth profile precision of the
blade . The blade must be checked for the tooth profile accuracy or replaced with a new blade. If the finish tooth tip has
a "collapse point" phenomenon , which can easily lead to that the tooth height is increased and out of tolerance.
Accordingly, it will affect the change of tooth profile angle. The errors caused by other parameters such as thread pitch,
taper degree, thread stand off and others are often related to the poor adjustment of machine tool, as a result, it is

required to re-adjust the machine.

(8) EFMITI A1 OBUMBYM LTI REXEE. ARBYTIFNBAEASEE~ REH#HITEEMNTIOBLT
F. BE7O#EYRENIEANR=0.04~0. 6mmAEE. JTHEMRERNEREFLENIS, ZETETK. FRENATE
B REFEEEST RARTITIOBNE. MIIZRPELERAERBERLGRES), RMEETRN=ZAhafrtExe
WA A)IRE 71O 75 @3 T T T A E USSR Q8 E R . EERTI R 7)WL,

The right blade cutting edge is essential to strengthen the process of thread processing. The coated thread blades
themselves as finished products have been conducted with a reasonable cutting edge strengthening process in the
manufacturer. It is more appropriate that the cutting edge rounding radius should be chosen as R=0.04~0.06mm. The
rounding radius on the top and bottom of blade teeth should be uniform; their difference is not allowed to be too large.
The non-coated regrinding blades tend to be not strengthened on their cutting edges in the manufacturer. If the

FRIHERLNT) AHHER
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abnormal conditions (such as corrugated, etc.) occur in processing, the operator can use a small triangle whetstone
(silicon carbide or diamond whetstone) to make a careful grinding on the blade edge along the direction of the edge to

achieve the strengthening requirements of cutting edges . The re-grinded insert edge should be treated as such.

(9) EHAIMERAT, AMERLMINASHITRSINA, MUEELMENARNIE. XRIESEBUMTIRER
TIEMAEMEEZERR. RAGRNEFRFRITISTEIRS . BEGNTTASELSINEES . HEBSTAEITAKKR
R ERSE A MERLANRERS EBHE T TITHIXE, SR+7BE. BERFTIEMEEEER.

Under the current situation, oil pipe thread must be fully cooled in processing, still with the coolant supply as the
main way. This is the important factor to improve the quality of the thread processing and the tool life. The coolant
should be just sprayed to the cutting part of the cutter exactly. If possible, high-pressure coolant injection can be used .
And through the front edge surface or bottom of the blade and the chip breaker or the small slots of pads , the coolant
will be jetted directly to the blade cutting area, the effect is very obvious. Also it helps increase the chip removal effect.

(10) TRMEE: JRETR—BRAEETERE. FRETR—MNHITEE. EEMNRTIEIIROIE, ZRIE
TIRAITIENAEEE. TRSEVRI ERAFESTIANTINERE, MESETRER ERAEARIEER. BRAR
HER

JR1, 120#-180#KLE, 75%KE: SBW100X20X35

The regrinding of blades: generally the coated blade is not suitable for regrinding. And generally the non-coated
blades should be re-grinded. The regrinding is only conducted on the front edge surface of the blade n the direction of
the front edge surface of the original blade. The regrinding should not be implemented on the grinding wheel machine
by holding the blade or the arbor in the hands, but should be carried out in the tool grinding machine by adopting a
special fixture. The grinding wheel size recommended is as below:

JR1, particle size 120#-180%#, density75%: SBW100X20X 35

EMpE R~ L R E RAEF RS (Wn3RD-4)

The common problems, the causes and the recommended solutions:(as shown in table D-4)
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Table D-4 Frequently Asked Questions and the causes and the recommend solutions
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I B)RR
Frequently Asked
Questions

FRD-4 5 W E)E A SR E R R

Table D-4 Frequently Asked Questions and the causes and the recommend solutions

R R R

The causes and the recommend solutions

. 7=t R R A
requently Aske The causes and the recommend solutions
Questions

(WEERGRERSTE®, THRIIFTHREEREAK, THHMARTELFE. JTHEGREF
[
Checking that if the rigidity of system is enough, if the exserted length of work-piece or cutting arbor is too

(HYIEIES = 4R zh long, if the main shaft bearing is adjusted properly, if the blade is clamped firm and so on.

RRSL QRRSEFSEH— RN T, &R RS~ LR,

The vibration and
the ripple caused in
cutting

The spindle speed is reduced or increased by one or two gears for trial processing to choose the revolution
can avoid ripples.

GXERETIR, BNTIERKRFTIOMEL, TEINGRAMHAREMEIIONRETIOTRE).
FEEMITIOMIANIHE, RUBVEERZLHER.

For the non-coated blade, if the cutting edge of blade has never been strengthened originally, now we can
use a fine whetstone to lap gently the cutting edge in the field(along the edge direction). Or we process
several work-pieces on the new cutting edge, then the ripples can be alleviated or eliminated.

()71 ERAR IR,
i A BE AR

The blades wear
quickly, the
durability is short

(WRE—TVHIAERTEEKRS, HHRVIHEERIZIIREREARK. HIHTHE,
Checking that if the cutting data selected is too high, especially, if the cutting speed and cutting depth is too
large. If so , the adjustment must be implemented.

QREBARBELEBRINK.

The cutting chips wind and break the blade.

GVIRIFHMETIT], SIEMMARTIMIERTIRER.

The chips jam the blades that lead to tiny crack tipping which increases the cutting-tool wear.
@I RRERE, HEEVIRIZIEF~ERT,

The blade champing is strong or loosing during cutting.

G R AESREBR.

The blade itself has quality problems.

(HBWELUAIRE
BE

The errors of pipe
thread teeth profile
are out of tolerance

(T RBEETIVIEER, FEBRINIIA.

The finish turning teeth cutting edge of blade has been worn, and it is needed to be replaced by new one.
QTRBEESE “BR" AR, NEZHERIEIEERZIIRE.

The finish turning teeth of blade have a “collapse tip” phenomenon; we should appropriately reduce the
cutting speed and the cutting depth.

GTNRHTNFRENEM. MIIFREFRIKERET, JTREAREFSF.

The blade or the arbor is installed improperly such as the basal surface fails to be aligned during installing;
the basal surface of blade fails to be leaned against firmly.

GHTTEFERMNET), REEH#RT].

The cutting edge has tiny crack tipping , the cutter must be replaces in time.

GNNEFERBE, NESESVIHIEE, SRMHaRRMEELRIRBE, SERIIRH.

The blade has some chip build up, to avoid it, we should increase appropriately the cutting speed , or use
fine whetstone to gently lap and remove the buildup, or replace for the blade.

(3)TTH KIREETIS
g

The large chippings
come off from the
blade or the blade is
cracked

(WTIRERAREBRBRERBALRN, ERZNE~ERUKIET,

If some scraps or rigid grains have been clamped inside, that leads to cracks or stress during clamping.
QUIBAEVIRISEPERRITIRTIA

The cutting chips wind and break the blade.

Q)ETIEIZF T H Z R BIARRHE.

The cutting blade comes under accidental collision during blade moving.

(HIRTTTIFHIRIF TI AT TIS BT R bEE B R -

The cutter fight of the preorder cutters such as roughing cutters etc, leads to subsequent crack of thread
blades.

GRFRERTIBNK, ZRRN, EEEXKIRIINMEEEMSIETTARRERIEKITT].
For the machine tool that retracts its cutters by hand, when retracting for many times, the cutter fights
would be caused by the suddenly increasing load in the cutting edge due to the slow motion of last retracts.
OLHMEA TR AMIERE.

The material quality of work-pieces is not uniform or their machinability is very poor.
(NTRASREER.

The blade itself has quality problems.
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