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REB T B ER A TF1999F b ENM T ERABRATIEEF T , EF201754HR Chengdu Tool Research Institute Co.,Ltd(CTRI),was accepted into China National Machinery Industry
50038HERZ 33407, BRATRIS 2EF T EfASET , i F 19565 , EEERVE T\ ZEENEEM Corporation (SINOMACH) in1999.SINOMACH ranked 334 th on World Top 500 List in 2017 .CTRI,founded
T E—REaS M TERFFENN , TENSEZEITNE | B S e f I mMtER A = A in 1956 formerly under the direction of China’s Machinery Ministry,is the sole comprehensive tool
MR RN R EE S RAEERFE S4Er , HERELETETVAREMR. FRinE. FERE researching and scientific developing institution in China’s machinery industry.CTRI is principally
BUSEISMIETIR AT , BRGSO AY (TEREAR) . 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

T M ERATERE TEAVE—SatRERN  EERIE. BE. BNTRE development,products standards,and products quality control etc.And CTRI publishes Chinese Core

= EFXIE L= — I E T r REEE 2. B, B AR/

LAY W . w . NN Periodicals Tool Engi ing.

BUERNEOLURFENHTLSEIMTIERADS, FENFTAT LS TESRFPENEEY P ordimate to CTRENational Conter of Subervision and [neoect!
. R _ . ese following organizations are subordinate to :National Center of Supervision and Inspection on
RENNEEDF M TR. H2BRNEFOERSR(L.

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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Chengdu Tool Research Institute Co.,Ltd is the bellwether and
centralized R&D institution in China’ s Tool industry. There
following organizations are subordinate to CTRI:

*China Metal Cutting Tool Engineering Association (CMCTEA)
«Branch of China Machine Tool & Tool Builder’ s Association
«China Instrument and Control Society for Mechanical Measuring
Instruments
«China National Supervision & Inspection Center for Cutting
Tool Quality
«Supervision & Inspection Center for Measuring Instrument in

Mechanical Industry
*National Approved Cutter Laboratory of China Import and Export
Comedy Inspection Bureau
*National Approved Measuring Instruments Laboratory of China
Import and Export Comedy Inspection Bureau
«China National Inspection and Testing Agency of Scientific and
Technological Achievements (Cutting Tools)

«China National Cutter Standardization Technical Committee Secretariat

«China National Measuring Instrument Standardization Technical
Committee Secretariat

«China Domestic Focal Point of ISO/TC29(Tool) P member

«China Domestic Focal Point of ISO/TC213 (Geometry, Geometry
technical criterion and inspection of Products) P member

«China National Accreditation Committee for Laboratory (CNACL)
«Tool Engineering

«China National Precision Tools Productivity Promotion Center
*China Profession Committee, Production Engineering Branch, China
Mechanical Engineering Society

*Machining Profession Committee, Sichuan Mechanical
Engineering Society

CTRI presently has around 500 employees, 320 scientific technical
personnel, 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 specialty.
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ACHIEVEMENTS IN SCIENTIFIC RESEARCH
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CORE COMPETITIVENESS

BHrikE TEMRFEETEME. BESRAENESHETIRR
WTRINTHEA, DER@MEAUEMRASES. ABEBBEEURITHH
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Followings are main scientific achievements since
the establishment of CTRI:

1.Three National Invention Awards

JInvention of gear’ sintegrated error measuring
technology-the second prize

JInvention of brazing process and solder of monocrystal
diamond-the second prize

<Invention of hi%h slgeed steel with non-cobalt and high
performance-the third prize

2.Eight National Prizes for Progress in

Science and Technology

«The formulation and implementation of measurin
instruments and cutting tools standard the second prize
-Middle-Modulus Carbide Gear Hob Cutting Tools- the
third prize

«The Mechanism and Application of PCBN-the third Prize
‘Research of Complete technology and equipment to

coat carbide inserts-the third prize

-Research of QPQ technology and equipment-the

second prize

sForecast and comprehensive analysis of mechanotronics
(cooperation project)-the third prize

«Material Dynamic Crackability analysis and application to
t%plcal mechanical components (cooperation project)-the
third prize

«Machine Industry Common Database

(Cooperation Project)-the second prize

3.Provincial and Ministerial Prizes for Progressin
Science and Technology
128 items (omitted)

Chengdu Tool Research Institute has formed complete and unique
technical competitive advantages in tool blank, precise and complex
profiled cutting tools and CNC 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-profiled inserts,
PCBN/PCD 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.
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BREEH Table of Content

QUALITY CONTROL

[REIAIE : 1S09001:2008
REBH : MERFHHIES  URESEARIE , UFEREDEZS , LREHESEHEIT.

REBF:

. i?ﬂsm;omoosi)& ,_l_iéiii;:m;;oosﬁi%ﬁ%%iﬁft  FHRIFARRBRIET. 06 FEAMBLIIE Indexable threading inserts

- BRAREOIFE , BERITTF R REGEHTIE 2 L.

- UREEEAFIE , ISRISTEEE |, SCElSEsH | FREERRR  METRH &18Rik100%, ZFERFEESH 07 mALESRELTIFES4RFIHEAR Descriptions for standards of indexable threading inserts
BIEREEE5%LAL |, BRERIGHIREIEIRILEF95%, :

REAXEES  WHREHE  SEREMEHERIA%IE , MERIFRREAEN00%, 09 F#Bissimeo #EINA partial profile 60° top-section

-MBEXFAT , EAREZFHAT  EAREREEHNAHT, N . ] -

Quality Certification: 1ISO9001:2008 10 FERAIEGO" I3 partial profile 60 vertical type

Quality Policy: To make technical innovation as the guide, the quality management as the guarantee, o s . N .

continuous improvement as the core and take customer satisfaction as the goal. 1 1 EEREIESS" AEIRE partial profile 557 op-section

Quality Objectives:

- in carrying out the standard of ISO9001:2008, through the ISO9001:2008 quality management system certification, 12 BEsEIESss® 33X partial profile 55° vertical type
and keep the system running effectively.

- technology innovation, design and develop more than 2 new products or new projects each year 1 3 FEEWREBTRS. BSPT BSPT omni-tooth

- to guarantee the quality management, strengthen the process control, carry out continuous improvement,

refine on product quality, ensure 100% products manufactured pass rate. Increase leading products pass rate to 95% 14 ZEROEZIE4. NPT NPT omni-tooth

in three years and the finished product inspection pass rate to 95%.

- tofocus on the customer satisfaction, increase ing the rate over 98% in three years, resolving customer complaints rate over 95%; L
' ' ' 2 BRdtas N ;-
- No major customer complaints, no quality accidents, no equipment safety accidents. 15 XEFEHEBLURENPTF NPTF omni-tooth

16 Z=ERHEELGFREAP] APl omni-tooth

= » » _
i 17 ISO Al 5E£H ISO metric thread inserts
A
= L s o o % ° .
£ I SE RSS2 19 1SO 34l60° 324 (UN. UNC. UNF) UN, UNC. UNF 60° omni-tooth
0 - :
T ENTERPRISE COOPERATION SERVICE MANAGEMENT 21 HEIK55° E£f BSW. BSF. BSP BSW. BSF. BSP55° omni-tooth
7] S5REE&SFEIPEENEM RE=E : 2O2ENEPRS 23  AHIBERERLIT]R TR Metric trapezoidal threading inserts (TR)
% 5#&EKlingelnberg AEIAE , HEEINER AL OEE REEE : RETSHEAPNSEESR
o2 IESENMABHITRAR RS EIE IRSSHE - BRIE. KRB, B, MAFRE—RTR—RRS. 24 EEEZEREBYUHRE ACME American trapezoidal threading inserts(ACME)
53 S5ERARERR. KEEWHITTSEHRARREEE : : . o
22 DGR Service Rules: full service to customer’ srequest RHZAkFE STACME A ; hort-tooth tr: idal threading inserts(STACME
85 S5REELKESHAXNTEE  cEHRAEWVHSRIIEEED Service Commitment: meeting the reasonable users’ requirements 25 FERFERSRGTE merican short-tooth trapezoidal threading inserts( )
8 Service Standard: effectively and efficiently providing top level TIE 1k e . . .
£ ) EF$5F Guidline for insert selction
Established China Instrument Base Center with the U.N products and service 26 a
E ted the bevel ing technol to G . . o RPN . . .
Wi)fcrr)IOKrl it;gel:bee;\ée(Ggeeramr::]e;?sunng sennology o Bermany 30 FEHMELEESTIRYIEISHE Cutting parameters of all type of metric thread inserts

Widely carry out technology exchanges and cooperation

with foreign companies 33 TESBAUN T REEAIZEIN Notes in thread cutting process
Widely carry out technological exchanges and cooperation
with domestic universities and large enterprises of China 36 WBLT ZE I TI4F Thread turning tool-holders

Cooperate with consulting company to comprehensively
promote CTRI' simage and management ability.

39 ELFEH|EIREKHERTTIE Problems in thread turning and solutions

40 $B4ET]R Thread milling inserts
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Indexable threading inserts Descriptions for standards of Indexable Threading Inserts

RS T BSR4 P S A A TR AR T, TR SN R T L, BER MALERAIBEIIA Indexable Threading Inserts
Y B B IATIERRRR S ROk F. ZNBEEMIFHR. B4, 5. SREAREGESEIME
MESRETIBA IR, HMENTERME: ABIBETIE (M) . G—8571K (UN) \ HKE
FITIRW), EHESRLIIE (BSPT) . ZEELTIA (NPT) | BEHSIEe0REETTMIZL T 1 2 3 4 5 6 7 8
BEEIESSERTMBLIIE, AHBBIBLETIE (TR) « £HBMEERIZLTIA (ACME) |
EHBRTFHH(ERIENTIF (STACME) « AHISEETIZESTIG /30° ) (B) « EHIFEEIZEL 1 7B R<f Size of insert
JIR(7° /45° ) (ABUTT) . HHIFRETARMTIR (7° /45° ) (B.S.BUTTRESS) . XERAHEIELT] :

B (APD . FIRHEAISHHRETIAT (NRIZSUIIF) |, B75HE. EREAR.

16 \% E R 2.00 ISO 2M LW20

Y1 71 K- <MM) A PIIE Inscribed circle
Cutting Length(mm

All kinds of indexable threading inserts provided and sold by CTRI can be used on similar foreign g Length(mm) e IC
products. Its precision and cutting performance has reached international level. The inserts can be regarded as 06 3.96 5/32
effective and precise threading inserts which can be used on stainless steel, cast iron, cast steel, high strength
steel and non-ferrous metal materials. The main varieties are: metric thread inserts (M), unified National = 419 -
Fixed Pitch Series (UN), whitworth thread inserts (W), British Standard Pipe thread (BSPT), 11 6.35 1/4
National(American) Pipe Thread inserts (NPT), Partial Section 60° top-section thread inserts , Partial Section 16 9,525 33

55° top section thread inserts, metric trapezoidal thread inserts (Tr), ACME, SACME, metric buttress thread
cutter (3 ° /30° ) (B), ABUTT (7 ° /45° ), B.S.BUTTRESS (7° /45° ), API and also thread tool-holder 22 12.7 12

(internal and external thread tool-holders) with square shank and round shank. 27 15.875 5/8

271 R RAKE

B QP 25U 40 7] - Horizontal threaded inserts
V: SEIOLEEMEST] /- Vertical (vertical installation) threaded inserts
U: BF A RS ] A Lay down central threading insert

3. MM TZE Type of cutting

E(external): SNZEZLT] - Extermal threading inserts
N(internal): WHRZLJ] F Internal threading inserts
7]
:Ei 4.71/F 3 Hand of tools
sg R(Right-handed): LHFR
g L(Left-handed): EF

54286 Pitch width

Sl TH (4 o T -(REEE 6 B T B 7 27

Omni-tooth (Range of pitch indicated in numerals)

5847 Omni-tooth mm TPI
2P pitch width 0.5~5 48~4

- 06 - -07 -
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V-tooth (Range of pitch indicated in letters)
JE I partial profile
A
AG

c olz o

642407 Thread Standards

60
55
ISO

NPT
NPTF
BSPT

API

TR
ACME
SACME
B
ABUTT
B.S.BUTTRESS
RD

mm TPI
0.5~1.5 48~16
0.5~3.0 48~8
1.75~3.0 14~8
3.5~5.0 7~5
5.5~6.0 4.5~4
5.5~9.0 4.5~2.75

VRS T Thread type

JEFREIH60°  (60° general pitch threads)
JREBHEIMS5°  (55° general pitch threads)
ISOAHI60° #RSL (60° SO metric threads)

[BEBEIHEm60° #HmInA

Partial profile 60° top-section

Kl Gt —1RE60°

(60° Unified threads(American standard))

W [H B AR SR UESS® (55° Whitworth threads)

5% [H B IRSUR E60°

(60° American standard taper pipe threads)

L E T B EMRARIHE60°  (60° National (American) Pipe Thread)

I E IR AR ESS

(55° British standard taper pipe threads)

Y
X
L ’; :\
© [Q
TR TR IZJH Pitch width
I.C.

Shape of inserts

mm TPI

7527~ Model No.

5 EH B BRSURE60  (60° American Petroleum Institute)
ANHIBTZIBRLST) F30° (30° TR)

% [H Z o FHRSRRE29° (29° ACME)

K E BT Z o FHRGRHE29°  (29° SACME)

AR VTTIRSOI) 3 /30° (3° /30° B)

X [EE I LB L bRET /45°  (7° /45° ABUTT)
PEEPE R TLIRGTI 70 /45° (7° /45° B.S.BUTTRESS)
VBB HURIRSC] 7 Round(DIN40S)

7.8 /MIEIT] LBV F 5% Number of teeth on each cutting edge

a]
%
i
2
44
7]
=1

2M-21F 3M-3%54 2M-2 3M-3etc

a|qexapu| 4

8.71F#1 & the material of the inserts

suesu| Buipeaiyy |

TR #EE wEBIE
Material of the inserts Coating Color

LW20 #
LW20 Yellow
LK30 R
LK30 No Coating
GY30
GY30 Black

-08 -

B A}
Machined Materials

45HRAN L TN

45 carbon steel, cast steel

s

Nonferrous metal

BRI N mR N
Alloy structural steel, cast steel, high strength steel

SMELTT 0.5~1.5 48~16
External threading inserts 38" 11.75~3.0 14~8

0.5~3.0 | 48~8
12" |3.5~50 7~5
5/8"155~6.0 4.5—4

1/4" 1 0.5~1.5 48~16
0.5~1.5 48~16
3/8" |1.75~3.0) 14~8
0.5~3.0 | 48~8

WIRZLT] v

Internal threading inserts

12" | 3.5~50 | 7~5
5/8" 1 55~6.0 4.5~4

T @ NHHIETE O AT A=

@standing inventory Omade according to purchase order

£7) (R) 7] (L)
16ERA60 16ELA60
16ERG60 16ELG60
16ERAG60 16ELAG60
22ERN60 22ELN60
27ERQ60 27ELQ60
11NRAG60 11NLA60
16NRA60 16NLAG60
16NRG60 16NLG60
16NRAG60 16NLAG60
22NRN60 22NLN60
27NRQ60 27NLQ60

60°

Internal

External

16.5
16.5
16.5
22
27.5

11
16.5
16.5
16.5

22
27.5

0.6
0.6
1.1
1.1
1.8
1.8

0.8
1.5
1.5
2.5
3.1

0.8
0.8
1.5
1.5
2.5
2.7

FEAFIE L Stock

PRAGMATIC INNOVATION >
THE PURSUIT OF EXCELLENCE

LW20 GY30 LK30

[ ]
@)
@)

O/ 0/0j0 00 OO0 0|0

e @ &6 &6 6 O 06 0 o
OO0 @€ 0O O 0 00 e 0
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REREITEm60° L=

Partial profile 60° Vertical

TR AR
Shape of inserts

HMRSUT]

External threading inserts

i @A

-10 -

I.C.

3/8"

12"

O AT A

I2JH Pitch width

mm TPI
0.5~1.5 48~16
1.75~3.0 14~8
0.5~3.0 48~8
1.75~3.0 14~8
3.5~5.0 7~5

@®standing inventory Omade according to purchase order

Internal

External

7527~ Model No.

#i 7] (Right-handed)

16VERAG60
16VERG60
16VERAG60
22VERG60
22VERN60

T

36 1
36 1
36 1
4 12
48 12

0.9
1.8
1.8
1.7
2.5

FEAFIE L Stock
LW20 GY30 LK30

O O @)
O O @)
O [ ] O
(@) (@) @)
O @) @)

[BEBEIES55° & mInA

Partial profile 55° top-section

Y
X
L ,r
N
TR BAR 1C
Shape of inserts o
SRS
External threading inserts 3/8"
12"
5/8"
1/4"
WIRSUT] v
Internal threading inserts
3/8”
172"
5/8"
TE: @NHPEAE O JgHiT k=

IZJH Pitch width

mm TPI
0.5~1.5 48~16
1.75~3.0 14~8
05~3.0| 48~8
35~50 7~5
55~6.0 | 45~4
0.5~1.5 | 48~16
0.5~1.5 48~16
1.75~3.0 14~8
0.5~3.0| 48~8
3.5~50 7~5
55~6.0 | 45~4

@standing inventory Omade according to purchase order

7527~ Model No.

£7) (R) 7] (L)
16ERASS 16ELASS
16ERGS55 16ELGS55
16ERAGS55 16ELAGS5
22ERNS55 22ELNS5S5
27ERQS55 27ELQS55
11INRASS 11NLASS
16NRASS 16NLASS
16NRGS55 16NLGS55
16NRAG55 16NLAGS55
22NRNS55 22NLN55
27NRQ55 27NLQS55

KLOUF , Bk
PRAGMATIC INNOVATION
THE PURSUIT OF EXCELLENCE

55°

Internal

External

16.5
16.5
16.5
22
27.5

11
16.5
16.5
16.5

22
27.5

0.6
0.6
1.1
1.1
1.8

FEAFIE L Stock
LW20 GY30 LK30

[ ]
@)
@)

0.8
1.5
1.5
2.5
2.9

0.8
0.8
1.5
1.5
2.5
2.9

e @ 6 &6 6 O 06 0 o
OO0 @€ 0O O 0 00 e 0
O/ 0/0j0 00 OO0 0|0

>
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BEREIM55° IR HEFEEEL BSPT
Partial profile 55° Vertical BSPT omni-tooth
Y Y
Internal X X
L ; g L
External % -Q
TI R AR o U2HE Pitch width FF5#R Model No. x|y PEAEIEDL Stock TI AR o U2HE Pitch width FF5%R Model No. PEA7IEBL Stock
Shape of inserts o mm TPI 4 7J (Right-handed) LW20 GY30 LK30 Shape of inserts - TPI 71 (R) %77 (L) LW20 GY30 LK30
SMELLT] 0.5~1.5 48~16 16VERA55 36/ 1 109 O O O YMELLT] 28 16ER28BSPT | 16EL28BSPT 0606 O | O @)
External threading inserts | 387 1 75~3 0 14~8 16VERG55 36/ 117, 0| 0o © External threading inserts 19 16ER19BSPT = 16EL19BSPT 08 09 ®@ O O
0.5~3.0 48~38 16VERAG55 36 1 18 O @) O 3/8" 14 16ERI14BSPT | 16ELI4BSPT (165 1 |12 @ O @)
12" | 3.5~5.0 7~5 22VERNS55 48 112125 O @) @) 11 16ER11BSPT = 16EL11BSPT 11115 @ O @)
FE: @A O AFAT H LT KBS T 28 16NR28BSPT | 16NL28BSPT 06 06 O | O O
@®standing inventory Omade according to purchase order Int 1 threadi . "
nternal threading mserts 19 16NR19BSPT = 16NL19BSPT 08 09 @ O O
3/8" 14 16NR14BSPT | 16NLI4BSPT (165 1 (12 @ O @)
11 16NR1I1BSPT = 16NL11BSPT 11115 @ O @)
7]
1=
o= TE: @ NHIEL O M AT L
%5 @standing inventory Omade according to purchase order
-12- -13 -




spasu| buipeaay W

7
A

a|qexapu| 4

SKEEIFT , Bk
2 |\ ar; e,
» »
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NPT omni-tooth NPTF omni-tooth
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VE:

Y
X
L ;
N
TIR AR 1C
Shape of inserts o
HMEZTT Ry
External threading inserts
3/8”
WIRST) Jv
Internal threading inserts
3/8”
© i A7 O Jgdzi] srer=

IZHE Pitch width
TPI

27
18
14

11.5

27

18

14
11.5

@®standing inventory Omade according to purchase order

5527~ Model No.

#7] (R)

16ER27NPT
16ER18NPT
16ER14NPT
16ER11.5NPT
16ERSNPT

16NR27NPT
16NR18NPT
16NR14NPT
16NR11.5NPT
16NRSNPT

T (L)

16EL27NPT
16EL18NPT
16EL14NPT
16EL11.5NPT
16ELENPT

16NL27NPT
16NL18NPT
16NL14NPT
16NL11.5NPT
16NLENPT

30°

Internal

30°

1°47’

e i External

16.5

16.5

0.8
0.8
1.5
1.5
1.5

0.8
0.8
1.5
1.5
1.5

0.7
0.7
1.1
1.1
1.1

0.7
0.7
1.1
1.1
1.1

FEAFIE L Stock
LW20 GY30 LK30

@)

® 6 6 &6 O © 0 0 o

@)

O o0o/l0OjO0O|O|] OO 0|0

@)

O o0|l0OjO0O|O|] OO 0|0

Y
X
L ;
N
VAW ZN LC
Shape of inserts o
1/4"
SRS R
External threading inserts
38"
1/4"
WIRST] v
Internal threading inserts
3/8"
TE: @ NS O N AT st

I2E Pitch width
TPI

27
18
14
27
18
14

115

27
18
14
27
18
14

11.5

@®standing inventory Omade according to purchase order

527~ Model No.

471 (R)

11ER27NPTF
11ERI18NPTF
11ERI4NPTF
16ER27NPTF
16ER18NPTF
16ER14NPTF

16ER11.5NPTF

16ERSNPTF

1INR27NPTF
1INR18NPTF
1INR14NPTF
16NR27NPTF
16NR18NPTF
16NR14NPTF

16NR11.5NPTF

16NRSNPTF

AN

11EL27NPTF
11EL18NPTF
11EL14NPTF
16EL27NPTF
16EL18NPTF
16EL14NPTF

16EL11.5NPTF

16ELSNPTF

1INL27NPTF
1INL18NPTF
1INLI14NPTF
16NL27NPTF
16NL18NPTF
16NL14NPTF

16NL11.5NPTF

16NL8NPTF

30°

Internal

30°

1°47'
ole l External

11

16.5

11

16.5

0.8
0.8
1.2
0.8
0.8
1.5
1.5
1.5

0.8
0.8
1.2
0.8
0.8
1.5
1.5
1.5

0.7
0.7

0.7
0.7
1.1
1.1
1.1

0.7
0.7

0.7
0.7
1.1
1.1
1.1

FEAFIE L Stock

LW20 GY30 LK30

@)

O e ® @ O O/0O/0 O @ @ @& O O O

@)

O ol 0ojO0OjO OO OCOOC|O 0|0

@)

0O ol 0ojlo0OjO 0O OO OO0 O0O|O
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a

EiiET

sy

XEfimERLRE API

APl omni-tooth

Y
X

L ;
NG

JIR AR LC

Shape of inserts o
ML I ,
External threading inserts 3/8
12"
WIS ,
Internal threading inserts 3/8
12"

i @A HEAT O JgHziT stp=

-16 -

IZ2HE Pitch width
TPI

10
8
10

10

10

#7] (R)

16ER10 API RD
16ER8 API RD
22ER10 APIRD

22ER8 API RD

16NR10 API RD
16NR8 API RD
22NR10 APIRD

22NR8 API RD

@®standing inventory Omade according to purchase order

55278 Model No.

7 (L)

16EL10 API RD
16EL8 API RD
22EL10 APIRD

22EL8 API RD

16NL10 API RD
16NL8 API RD
22NL10 APIRD

22NL8 API RD

30°

Internal

30°

1°47'
ol l External

L
1.1
16.5
1.4
1.5
22
22
1.1
16.5
1.4
1.5
22
22

1.2
1.3
1.7

23

1.2
1.4
1.7

23

FEAFIE L Stock

@)
([ ]

® O

@)
([ ]

® O

LW20 GY30 LK30

@)
O

ISO 2%l ELE

ISO metric thread inserts

TR BAR
Shape of inserts

3/8"
SRS Fr

External threading inserts

12"

TE: @A O MFAT B

mm

0.75

1.25

1.5

1.75

2.5

3.5

4.5

5.5

I2JE Pitch width

@®standing inventory Omade according to purchase order

KLOUF , Bk
PRAGMATIC INNOVATION
THE PURSUIT OF EXCELLENCE

527~ Model No.

471 (R)

16ER0.75ISO
16ER1.0ISO
16ER1.25ISO
16ER1.5ISO
16ER1.75ISO
16ER2.0ISO
16ER2.5ISO
16ER3.0ISO
22ER3.5ISO
22ER4.0ISO
22ER4.51SO
22ERS.0ISO
22ERS.51SO
22ER6.0ISO

T (L)

16EL0.75ISO
16EL1.0ISO
16EL1.25ISO
16EL1.5ISO
16EL1.75ISO
16EL2.0ISO
16EL2.5ISO
16EL3.0ISO
22EL3.5ISO
22EL4.0ISO
22EL4.51SO
22ELS5.0ISO
22ELS5.5ISO
22EL6.0ISO

1
ZP

Internal

60°

1
8P External
PEAFIE L Stock
LW20 GY30 LK30
0808 O O O
0.8 08 @ O O
0808 O O O
08 08 @ ([ @)
16.5
1215 O (@) @)
12 15 @ o @)
1215 @ @) @)
1215 @ ([ J O
18125 O O O
1.8 25 @ O O
1.8/25 O O O
22
18 25 @ (@) @)
22132 O O O
22 32| @ O O

>

-17 -



n RSLOUFT | Bt
A @ PRAGMATIC INNOVATION >
y THE PURSUIT OF EXCELLENCE
EilliiE T
ISO Al £ »
. . === o — /4
ISO metric thread inserts ISO 3:#l60° SE£# (UN. UNC. UNF)
UN. UNC. UNF 60° omni-tooth
Y Y Y
1 Internal X 1 Internal
ZP ZP
e 60° 60°
L :\ L L ;
; 1 N\ - 1
4 P (¢S =P
¢ 8 External N 8 External
TR AR #REH Pitch width P53 Model No. PEAFEIL Stock TI B AR e #2FH Pitch width FF5 %K% Model No. PEAEI5IL Stock
Shape of inserts mm 471 (R) ] (L) LW20 GY30 LK30 Shape of inserts o TPI 471 (R) T (L) LW20 GY30 LK30
0.75 1INR0.75ISO | 11NL0.75ISO 08 08 O O O 32 16ER32UN 16EL32UN 08 08 O O O
1 11NR1.0ISO 11NL1.0ISO 08 08 ® O O 28 16ER28UN 16EL28UN 08 08 O O O
1.25 1INRI.25ISO | 1INL1.251SO | 11 |08 08 O O | O 24 16ER24UN 16EL24UN 08 08 O O O
15 11NR1.5ISO 11NL1.5ISO 08 08 ® O O 20 16ER20UN 16EL20UN 08 08/ O O O
1.75 1INR1.75ISO | 1INL1.75ISO 08 08 O O | O 18 16ER18UN 16EL18UN 08 08 @ O O
0.75 16NRO.75ISO | 16NL0.751SO 08 08 O O O 16 16ER16UN 16EL16UN 08 08 ® @ O
3/8" 16.5
1 16NR1.0ISO 16NL1.0ISO 08 08 ® O O SRS T P 14 16ER14UN 16EL14UN 1215 @ O O
IS T P 1.25 16NR1.25ISO | 16NL1.25ISO 08 08 O O O External threading inserts 12 16ER12UN 16EL12UN 1215 @€ @ O
Internal threading inserts 15 16NR1.5ISO | 16NL1.5ISO 08 08 ®@ @ O 1 16ER11UN 16EL11UN 1215 @ O O
16.5
1.75 16NR1.75ISO | 16NLI1.75ISO 1215, O O | O 10 16ER10UN 16EL10UN 12 15 @ O O
2 2 16NR2.0ISO 16NL2.0ISO 1215 @€ @ O 9 16EROUN 16ELOUN 1215, O O O
33 25 16NR2.51SO 16NL2.51SO 1215 @ O | O 8 16ERSUN 16ELSUN 1215 @ @ O
§§ 3 16NR3.0ISO 16NL3.0ISO 1215 @€ @ O 7 22ER7UN 22EL7UN 2 125 0 O O
§ 35 22NR3.51SO 22NL3.51SO 18 25, O O O 12" 6 22ER6UN 22EL6UN 2122/25 O O O
4 22NR4.0ISO 22NL4.0ISO 18 25 @ O O 5 22ER5UN 22EL5UN 18 25 O O O
45 22NR4.51SO 22NL4.51SO 18 25 O O | O 4.5 27ER4.5UN 27EL4.5UN 221321 o | 0o | O
2 5/8" 27.5
5 22NRS5.0ISO 22NL5.0ISO 18 25 @ O O 4 27ER4UN 27EL4UN 22132, O O | O
55 22NRS5.51SO 22NL5.51SO 22132, O O O
6 20NR6.0ISO | 22NL6.0ISO 2232 @ O O i @A O Uil AL
@®standing inventory Omade according to purchase order
VE: @M O T itk
@®standing inventory Omade according to purchase order
-18 - -19 -




n SKELEUST |, IBKE#
A PRAGMATIC INNOVATION
— THE PURSUIT OF EXCELLENCE
=]
ISO #fFl60° SE£# (UN, UNC. UNF) »
. o r== /8
UN. UNC. UNF 60° omni-tooth H[K55° 52 BSW. BSF. BSP
BSW. BSF. BSP 55° omni-tooth
Y
X 4 Internal
7P
7 60° Y
. N X Internal
:\ L R=0.137P
S 1 / \
4 3P L :
c 8" External \
N & \ R=0.137P
External
TIR R UZFE Pitch width 7553%R Model No. FEAFI DL Stock
Shape of inserts TPI £T] (R) 7] (L) LW20 GY30 LK30
32 1INR32UN 1INL32UN 0.8 0.8 O O O
28 11NR28UN 11INL28UN 0.8 0.8 O @) @) TR TR Pitch width 2% Model No. FEfEHE . Stock
. 1.C.
1/4" 20 11INR20UN 11INL20UN 11 1 0.8 0.8 O O O
28 16ER28W 16EL28W 0.8 0.8 O O O
18 11INR18UN 1INL18UN 0.8 0.8 O O O
26 16ER26W 16EL26W 0.8 0.8 O O O
16 1INR16UN 1INL16UN 0.8 0.8 O O O
24 16ER24W 16EL24W 0.8 0.8 O O O
14 1INR14UN 1INL14UN 0.8 0.8 O O @)
22 16ER22W 16EL22W 0.8 0.8 O O @)
32 16NR32UN 16NL32UN 0.8 0.8 @) O O
20 16ER20W 16EL20W 0.8 0.8 O O O
28 16NR28UN 16NL28UN 0.8 0.8 O @) O
19 16ER19W 16EL19W 0.8 0.8 [ ) [ ) O
24 16NR24UN 16NL24UN 0.8 0.8 O O @)
¥y 18 16ER18W 16EL18W 0.8 0.8 @) O O
B Imemfﬁg(ﬁl )g inserts 20 16NR20UN 16NL20UN 08/ 08 O O O 38" 165
&% HNEBLLT] 16 16ER16W 16EL16W 12/15, O | O | O
{E 18 16NR18UN 16NL18UN 0.8 0.8 o O O E | threadine i
i xternal threading serts 14 16ER14W 16EL14W 1215 @ @ O
R 16 16NR16UN 16NL16UN 0.8 0.8 o o O
ar 3/8" 16.5 12 16ER12W 16EL12W 12 15 0 O O
J] 14 16NR14UN 16NL14UN 1.2 | 1.5 [ ) @ O
11 16ER11W 16EL11W 1.2 | 1.5 o o O
,E; 12 16NR12UN 16NL12UN 1.2 | 1.5 @ @ O
=y 10 16ER10W 16EL10W 1.2 | 1.5 O O @)
3 § 11 16NR11UN 16NL11UN 12 1.5 [ ] O O
=3 9 16EROW 16EL9W 12 115 O O O
g 10 16NR10UN 16NL10UN 1.2 | 1.5 [ ) @) @)
2 8 16ER8W 16EL8W 1215 @ @ O
o 9 16NROUN 16NLOUN 1.2 115 @) O (@)
7 22ER7TW 22EL7TW 1.8 1 2.5 O O O
8 16NR8UN 16NL8UN 1.2 | 1.5 o @ O
12" 6 22ER6W 22EL6W 22 | 1.8 25 O O O
7 22NR7UN 22NL7UN 2 2.5 O O O
5 22ER5W 22EL5SW 1.8 1 2.5 O O O
12" 6 22NR6UN 22NL6UN 22 122125 O O O
4.5 27ER4.5W 27EL4.5W 2232 O O O
5 22NR5UN 22NL5UN 1825, O O | O 5/8" 275
4 27ER4W 27EL4W 22132 O O O
4.5 27NR4.5UN 27NL4.5UN 22 32 O @) O
5/8" 275 N .
27NR4UN 27NLAUN 2232, O O | O i IR O A7
standing inventory Omade according to purchase order
- 20 - =21 -




n RO | IEK e
A PRAGMATIC INNOVATION >
EIM"FI THE PURSUIT OF EXCELLENCE
B
BK55° £ BSW. BSF. BSP »
o . ZA
BSW. BSF. BSP 55° omni-tooth AHlEREL IR TR
Metric trapezoidal threading inserts (TR)
Y
X Internal Y Y
R=0.137P
Internal
L ;
N \R=0.137P
N External
External
Tk . UZPE Pitch width 75538 Model No. JEAF DL Stock
. IC. L X Y
Shape of inserts TPI 7] (R) %71 (L) LW20 GY30 LK30
e 2§ Pitch width 7 o . =
19 1INR19W 1INL19W 08 08 O O O Shﬂ)#ifw: el 5% Model No Ly | R Stock
1/4" 11 ape of inserts T R L
14 1INR14W 1INL14W 08 08 ® O O mm A7 R®) ENM® Y ERa S
28 16NR28W 16NL28W 08 08 O O | O 1.5 16ER1.5TR 16EL1.5TR 1 11 @ O O
26 16NR26W 16NL26W 08 08 O O | O SRS Py 38" 2 16ER2.0TR 16EL20TR (165 1.1 13 @ O O
24 16NR24W 16NL24W 08 08 O O O External threading inserts 3 16ER3.0TR 16EL3.0TR 1315 @ O O
22 16NR22W 16NL22W 08 08 O O | O 4 22ER4.0TR 22EL4.0TR 1819 @ | O | O
20 16NR20W 16NL20W 08 08 O O | O 12" 5 22ER5.0TR 2EL50TR |22 2 24 @ O O
19 16NR19W 16NL19W 08 08 @ @ O 6 27ER6.0TR 27EL6.0TR 23127 @ O O
G} HEELLT] P 18 16NR18W 16NL18W 08 08 O O | O 5/8" 7 27ER7.0TR 27EL7.0TR (275 22 26 O | O O
S 3/8" 16.5
ﬁ Internal threading inserts
£ 16 I6NRT6W I6NLI6W s @] @ 0 1.5 16NR1.5TR 16NL1.5TR 08/ 07, O O | O
LA 14 I6NRI4W I6NL14W 12/15| ® | ® | O B SLT] B 3/8" 2 16NR2.0TR I6NL2OTR (16512 1 | O O | O
% 12 LAY LS x| e] © O [ © Internal threading inserts 3 16NR3.0TR 16NL3.0TR 08 07 O | O O
B 1 IONRITW I6NLTTW 12/15| @ | ® | O 4 220NR4.0TR 20NL4.0TR 08 07 @ O O
gg 10 I6NR1OW I6NLIOW Iz 15 © ] O © 3/8" 5 22NR5.0TR 22NL5.0TR 165 15 1.1 @ O O
g5 ? I6NROW I6NLOW 12]15] 0 | © | O 6 27NR6.0TR 27NL6.0TR 1511 @ O O
- 8 I6NR8W I6NL8W lzls | O | U] © 3/8" 7 27NR7.0TR 27NL7.0TR (165 15 11 O O O
7 22NR7TW 22NL7W 1825 O O | O
12" 6 22NR6W 2ONL6W 2 18 25 O O O i @A O AT HAE
@®standing inventory Omade according to purchase order
5 22NRSW 22NL5W 1825 O | O | O
4.5 27NR4.5W 27NL4.5W 22132 O O O
5/8" 275
4 27NR4W 27NLAW 22132, O O | O
Vi @B O M AT oA 7
@®standing inventory Omade according to purchase order
-22. -23 -
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EiiET

sy

XEZxFBLHRE ACME

American trapezoidal threading inserts(ACME)

Y.
X
FAWAN
L z
N
IR AR e
Shape of inserts o
1/4"
HMEST) v
External threading inserts
3/8"
A
% 12"
i
[ 5/8"
7 1/4"
a2 PWRRLUT A
g g Internal threading inserts
g% 38"
12"
5/8"
T @ NH A O Jfei] ™

IZ2HE Pitch width
TPI

16
16

A O o

@®standing inventory Omade according to purchase order

- 24 -

Internal

External

55278 Model No.

#7] (R)

11ER16ACME
16ER16ACME
16ER14ACME
16ER12ACME
16ER10ACME
16ERSACME
22ER6ACME
22ERSACME
27ER4ACME

1INR16ACME
16NR16ACME
16NR14ACME
16NR12ACME
16NR10ACME
16NRSACME
22NR6ACME
22NR5SACME
27NR4ACME

7] (L)

11EL16ACME
16EL16ACME
16EL14ACME
16EL12ACME
16EL10ACME
16EL8ACME
22EL6ACME
22EL5ACME
27EL4ACME

1INL1I6ACME
16NL16ACME
16NL14ACME
16NL12ACME
16NL10ACME
16NLSACME
22NL6ACME
22NL5ACME
27NL4ACME

11

16.5

22

27.5

11

16.5

22

27.5

0.9
0.9

1.1
1.3
1.5
1.8

23

0.9
0.9

1.3
1.5
1.8

2.3

1.2
1.2
1.3
1.5
2.1
23
2.7

1.2
1.2
1.3
1.5
2.1
23
2.7

PEAFEIL Stock

LW20 GY30 LK30

@)
@)
@)

® OO @€ O 0O/0O O/ e O O @@ O 0 0|0
O ojl0ojojOjOj]O O|]O O|]O Oj]O O|O|0O|O0O
0O o0ojl0ojoj0OjO0O|]O O|]O O|]O OjlO OO 0O|0O

EXEBEFERTBELFHE STACME

American short-tooth trapezoidal threading inserts(STACME)

TR BAR
Shape of inserts

SMRET] R

External threading inserts

WIRSUT]

Internal threading inserts

I.C.

1/4"

3/8"

12"

5/8"

1/4"

3/8"

12"

5/8"

B2 Pitch width
TPI

16
16

W A~ W N

KLOUF , Bk
PRAGMATIC INNOVATION
THE PURSUIT OF EXCELLENCE

Internal

External

5378 Model No.

4] (R)

11ER16STACME
16ER16STACME
16ER14STACME
16ER12STACME
16ER10STACME
16ERSSTACME
22ER6STACME
22ERSSTACME
27ER4STACME
27ER3STACME

1INR16STACME
16NR16STACME
16NR14STACME
16NR12STACME
16NR10STACME
16NRSSTACME
22NR6STACME
22NR5STACME
27NR4STACME
27NR3STACME

7] (L)

11EL16STACME
16EL16STACME
16EL14STACME
16EL12STACME
16EL10STACME
16EL8STACME
22EL6STACME
22EL5STACME
27ELASTACME
27EL3STACME

1INL16STACME
16NL16STACME
16NL14STACME
16NL12STACME
16NL10STACME
16NL8STACME
22NL6STACME
22NL5STACME
27NL4STACME
27NL3STACME

11

16.5

22

27.5

11

16.5

22

27.5

1.1
1.2
1.3
1.5
1.8

23
2.8

1.8

23

1.1
1.2
1.3
1.5
1.8
23
24
2.9

1.1

1.3

1.8

2.4

PEAF1BBL Stock

>

LW20 GY30 LK30

@)
@)
@)

O @€ OO0 e ® OO O||O @€ O OO @ @ O O
0 o/l ojojojo0OjO O]l O Oj]O O]O OO 0O|0O
0O ojlooj0ojojO 0OjlOO]|lOOj]O OC]OO|O|0O|O0O

- 25



2
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N RiEREE

Guideline for Inserts Selection

ATEEARFHMIRE, EEMIAERNEEEUT/LR:

To enable a good processing quality, please consider the following points during purchase and subsequent process:

1o RIBIMITA. SMBE SBGUEm R AR, F8/5En, RBIMEMA “EHISh (R) BYRATIR REFSERS
BRG] R, (B FHESRNPEEASREE, REFRMNITHOME, EEHEABERNIIFES.

Selecting suitable type of threading inserts according to the processing of internal or external thread, thread pitch, number of teeth
and the table of “external and internal threading inserts” we provided. Please consult to our sales staff on detailed workpiece material
for the most suitable inserts.

JIR R B Ak

Material of the inserts Machined Materials

LW20 (3%) 458N TN

LW20 (Yellow) 45 carbon steel, cast steel

GY30 ($2) D G 5. =R

GY30 (Black) Alloy structural steel, cast steel, high strength steel
LK30 (i) fte)E

LK30 (No Coating) Nonferrous metal

2. RIBEARABOERNDES, MIAFRXKREERNTIFESKIEFELSHIIFES,
Selecting the appropriate shaft according to the type of the lathe, processing methods and the selected inserts.

3¢ JIRESR: BOUVIRIEA B AT YRR A —B, RAEEREETIE—MNTFER, HETIRFE.
BAEHERLTIFRELR A ERIT AL

Selection of the shim: leaning thread helix angle and blade angle must be consistent to avoid short service life of the inserts due to

7
A

adverse side flank wear.

We set the value of A =1° during the the manufacture of threading shank

a|qexapu| 4

4, YIHLRERYIESE
selection of cutting speed

PIHIREve, ¥iRnz [B]H9%%HR:

spasu| buipeaay W

_TTXDXn
Ve=T1000

(ve:m/min, D:mm , n:¥%/min)
Conversion between Cutting speed VC and rotating speed

_TTXDXn
Ve=T1000

- 26 -

ST AFMPIRLE, REZNRVIEIREVCEEBS, UE% “REE" K.
For thread cutting of stainless steel , the most important is keeping the cutting speed high enough to avoid B.U.E.

RLEUFT , IBREH

PRAGMATIC INNOVATION
THE PURSUIT OF EXCELLENCE

ATRENTIRATIREES, EWNNPTIEY, AERMRKIIRATIAAMI R, SRTIRISHEEMKE GBMTIENR

) .

In order to expand the life service of corner cutter with small tool nose, such as the NPT thread, we can use corner cutter with larger

tool nose for the first time cutting process, or change the cutting parameters (increase cutting times).

T4

Carbon steel

AN

Stainless steel

Bk

Cast iron

(liSEEail

low alloyed steel

4

High alloyed steel

iz

Cast steel

k!

Free electron

S LN

ferrite

BAL

austenite

BREEVEDR

spheroidal graphite cast iron

YARE R

Grey cast iron

TGk
Chilled cast iron

HB180
HB250
HB275
HB200
HB325
HB180
HB200

HB220

HB330

HB200
HB330
HB130
HB230
HB180
HB260

HB400

DIHI#EEVe: m/min
Cutting speed Vc: m/min

125
100
95

110
80

200
110

120~140

90

90
65
135
65
130
110

15~45

>

-27 -
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5. HTIAFRIEE

Selection of feeding mode

1) EmiT]): BEEHBYN, NAEFREETNNGRET, WERESE, BXHEMIBELEE RN RE AR E
MR EIE. HMI KRB, Z~%Rs), ATAME#HIESRZERHETIHE,

1) Radial feed: radial feed mode should be chosen first during threading process. The operation is simple, and it is the first choice if

EiiET

working on hardening materials such as austenitic stainless steel. When processing large pitch, it is easy to produce vibration, so it can be
changed into a lateral feed or interactive feed method.

2) EATE: BTYIEREEES], ETYBNHEL X RRFERIRSERTRE. AT EMEHETIRREET] A& R4
REIRISHITIREBIR, X600 AHIELUERAER EYIRaPHIERS, 7EHIEIEL1/2 aPRYTT ARG

2) Lateral feed: it is easy to control the chip flow for removing and reducing the vibration time. To remain equal wear on inserts in
lateral feed, 60° metric thread with deep aP cut and1/2 aP in the radial and axial feed in method

3) XER#T]: FAERLTIRER, RETIRE®GEACNCEIEIA LER.

3) interactive feed: It can significantly reduce the wear of inserts and prolong the service life of the tool for the CNC machine.

77A\
<> K3

Hiti# 7] A Radial feed

A H#HT]HF T, Interactive feed M= 7] /55 Lateral feed

6. HTJEEFE

Recommended Feed Values

ERSHCNCHLR L, BEMIMn—"E#4, GUZgmnITHEERER) SRRSCREME—TIRRE—TIHTIR
aPENGHMAESE —RFETIRRARKOHEIIRE TIREMFEN1.5~26) , BENEIIRERZER). RE—TI8#HT]
ARERTNTF0.05mmi BN TIE, TG ERTIREERMN THSELEERE.

On most CNC machines, aP value of total cutting depth and the first cut or last cut should be given in a periodic thread process
(such as fixed cycle of thread processing) . And the maximum feed depth should be in the first feed (1.5~2 times of corner radius) then the
feeding depth can be gradually reduced. Unilateral feeding depth of the last cut should not be less than 0.05mm, otherwise it will easily
lead to tool wear and the poor workpiece surface smoothness.

EEBTBEENUR S, BOIE] (BERH) ARMmIAE:

There are two kinds of processing methods in the NC machine tool at present:

FE#TIEMRAG2AR;  (G33. G34. G35) ;

Radial feed method using G32; (G33, G34, G35);

MERFETIERZRMAGCTOHER;

Lateral feed method use of G76;

BTIIRIGERRE, ®WIEFHERE, ERBMIRERE.

Because of the different cutting method, programming methods, the processing errors are caused differently.

(1) AFMIERERIZES

Programming instructions of the two cutting method.

(a) G32X (U) —Z (W) —-Fereesj

GRmIZVHIRENEAR—RAFZEE, WIITHI, BRHVIEIREPHRIZASRSGT.

(32 programming: cutting depth is generally a constant value, double-edged cutting and programming staff distributes the aP value.
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REETIEHTRMT7IERTIE, SIHI7IEA, MAHBEYE. ELLEVIHIE, AUETNS5ER. EYIHREERAR
BaEt, ATYVIHIRERKX, TITEBREIR, AMEMBLRE~EIRE. HTENINFEERS, %BT/RBEIZEgm
I, EE—RHE, VJORZER, BitnTHhEHIEVE.

Because both of the edges work at the same time and the cutting inserts are larger, so it is not easy to remove the chips in radial
feed. Therefore, it is easy to wear the cutting edges when cutting. When cutting thread with larger pitch width, the errors in the diameter
of thread are easily caused by the deeper cutting depth and faster inserts wear. Because of the high tooth precision in processing, it is often

used for fine pitch thread processing. It is important to do ground measurements because of the easier wear of the cutting edge.

(b) G76P (m) R (2) Q (Admin) R(d);
G76X (U) Z (W) R () Q () F () ;

G764wiz: YIHRENEARNAERN, HYEAETITHE, EURRERESIRGBIITESAL.

G76 programming: cutting depth is decreasing and the cutting for single point cutting, the cutting depth is calculated by automatic
system.

GrofEETIE, BTARMTIMI, MIVIAZRAFER, EMIHBSRETE, TNRARETN, MERTHE
ERR. RREARTITHE, TNEGHE/), #EES, RRRERIFRRE. HAE-RERTRBEZYMI. EMIK
SRR, ZBICRA “XWI)” YIHI, BIR%IRGTOFRERITHEMI, GRAEHITHEML. T —mHRTERE-EE
MEM—B, BN SEREL.

Due to the unilateral edge processing, G76 redial feeding will cause damaged and wore processing edge, uneven thread surface,
changing tool angle, and decreased tooth precision. At the same time as it is single point cutting, tool load is small, chips are easy to

remove, and vibration can be reduced while turning. This method is generally applicable to coarse pitch thread processing. In the

processing of high precision thread, it is recommended to use “double cutting” , which is rough machining by G76 and precise process
by G32.
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= 1] = e d - . . .
AR R B S TN R HISH Cutting parameters for each type of indexable threading inserts
Cutting parameters for each type of indexable threading inserts
NPT W\SpiELri#t 7184
%1 1SO HiERTIRBLH NS Cutting parameters for NPT internal and external thread inserts
Cutting parameters for Metric ISO thread insert with Wiper IZ2FE (mm) s i 8
12 Pitch (mm) ’
ftﬁ i ((mm; 1 1.25 15 1.75 2 25 ——
e Rt )1 B (ep) 1.767 1.451 1.129
233k T) 5 (ap) Total amount of feeding : : :
g i P 0.62 0.77 0.92 1.07 1.21 1.49
: £ 1% B(nap) 12 10 8
7 JJ R E (nap) 5 6 7 8 9 1 Number of cutting
R A e £ TR P I3 71(X) Radial feed #ifll# 7J(Z) tooth flank feed
ﬁ)j}ll;ﬁ 7 12113t 7J(X) Radial feed 43t 7J(Z) tooth flank feed Cutting sequence X7 X7 X/Z
Cutting sequence X/Z X/Z X/Z X/Z X/Z X/Z . e o -
! 0207 020" 021/ 0.22/- 0.24/- 025/ 2 0.208/0.12 0.200/0.115 0.181/0.104
2 0.18/0.10 0.18/0.10 0.18/0.10 0.20/0.12 0.22/0.13 0.24/0.14 3 0.182/0.105 0.170/0.008 0.152/0.088
3 0.16/0.09 0.16/0.09 0.18/0.10 0.18/0.10 0.20/0.12 0.21/0.12 : : : : : :
4 0.168/0.097 0.150/0.086 0.141/0.081
4 0.10/0.06 0.14/0.09 0.15/0.09 0.15/0.09 0.15/0.09 0.18/0.10
5 0.08/- 0.10/0.06 0.12/0.07 0.13/0.08 0.12/0.07 0.15/0.09 > 0.155/0.089 0.140/0.081 0.131/0.075
6 0.08/- 0.10/0.06 0.11/0.06 0.12/0.07 0.12/0.07 J 0.145/0.084 0.130/0.075 0.121/0.070
7 0.08/- 0.10/0.06 0.10/0.06 0.12/0.07 7 0.138/0.079 0.120/0.069 0.101/0.058
g 0.08/- 0.09/0.05 0.10/0.06 8 0.124/0.072 0.010/0.063 0.082/0.047
9 0.08/- 0.10/0.06 9 0.117/0.067 0.100/0.058
10 0.08/0.05 10 0.105/0.060 0.090/0.052
11 0.08/- 11 0.095/0.055
12 0.090/0.052
2%l 1SO Hi&X T IMBLH TN SH
Cutting parameters for Metric ISO thread insert with Wiper E 4% —124r UN SMBLLH IS5
BREE (mm) | 125 s 75 5 55 Cutting parameters for UN external thread inserts
Pitch (mm) ’ ' ’ ’
] R () 12 16 18 20
A R4 3 =5 2
it LT BB () . 0.72 0.86 1.02 1.17 133 1.63 Pitch (mm)
{_ Total amount of feeding 4t 7] B ap)
b o IR
ﬂ% ET] {ﬁ(#{(nap). 5 6 7 8 9 1 Total amount of feeding 1.299 0.974 0866 0.779
*i Number of cutting .
3 e : 3 L)) nap) 9 7 6 6
g £ T 123k 7J(X) Radial feed vl 7J(Z) tooth flank feed Number of cutting
Cutting sequence X/Z X/Z X/Z X/Z X/Z X/Z S S
o | 020/ 020/ o2l 022 024 025 FE TV 1t J)(X) Radial feed il 7J(Z) tooth flank feed
ge b bl = = kil = Cutting sequence X/Z X/Z X/Z X/Z
st 2 0.18/0.10 0.18/0.10 0.18/0.10 0.20/0.12 0.22/0.13 0.24/0.14 | 0.220) 0226 0233 0210
z 3 0.16/0.09 0.16/0.09 0.18/0.10 0.18/0.10 0.20/0.12 0.21/0.12 . —— S S
=5
“ 4 0.10/0.06 0.14/0.09 0.15/0.09 0.15/0.09 0.15/0.09 0.18/0.10 2 0.222/0.128 0.188/0.109 0.181/0.104 0.163/0.094
5 0.08/- 0.10/0.06 0.12/0.07 0.13/0.08 0.12/0.07 0.15/0.09 . Lbtes Llasitbs LLIZILLED ULIZB0LD52
p 0.08/- 0.10/0.06 0.11/0.06 0.12/0.07 0.12/0.07 4 0.143/0.083 0.122/0.070 0.117/0.068 0.105/0.072
7 0.08/- 0.10/0.06 0.10/0.06 0.12/0.07 5 0.126/0.073 0.107/0.062 0.103/0.059 0.093/0.054
8 0.08/- 0.09/0.05 0.10/0.06 6 0.114/0.066 0.097/0.056 0.093/0/054 0.084/0.048
9 0.08/- 0.10/0.06 7 0.105/0.061 0.089/0.052
10 0.08/0.05 8 0.098/0.056
11 0.08/- 9 0.092/0.053
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Cutting parameters for each type of indexable threading inserts

EHZ—BYGUNABGE NS S

Cutting parameters for UN internal thread inserts

51 (o) 12 14 18 20
Pitch (mm)
ik T] & (a
Tofljjnifnﬁ)of Tesittin 1.222 0.916 0.815 0.733
i
Ifujnjll{)jjigncﬁiing ? 7 6 6
T &)k J)(X) Radial feed Uil JJ(Z) tooth flank feed
Cutting sequence X/7 X/7 X/7 X/7
1 0.222/- 0.230/- 0.174/- 0.191/-
2 0.207/0.120 0.173/0.10 0.161/0.093 0.155/0.089
3 0.159/0.092 0.132/0.076 0.124/0.072 0.119/0.069
4 0.134/0.077 0.112/0.064 0.104/0.060 0.100/0.058
5 0.118/0.068 0.098/0.057 0.092/0.053 0.088/0.051
6 0.107/0.062 0.089/0.051 0.083/0.048 0.08/0.046
7 0.098/0.057 0.082/0.047 0.077/0.044
8 0.091/0.053
9 0.086/0.050
BSPT M\5MRLE IS8
cutting parameters for BSPT internal and external thread inserts
[,hy\ mm
pich () n g 19
Bt T) & (a
Toflfrifml?of feeding 1.479 1162 0.856
iﬂ?ﬁ(iﬁl(nap). 10 ¢ 6
Number of cutting
T &Mk J](X) Radial feed Uil JJ(Z) tooth flank feed
Cutting sequence X/Z X/Z X/Z
1 0.214/- 0.222/- 0.223/-
2 0.242/0.126 0.213/0.111 0.181/0.094
3 0.186/0.097 0.163/0.085 0.139/0.072
4 0.157/0.082 0.138/0.072 0.117/0.061
5 0.138/0.072 0.121/0.063 0.103/0.054
6 0.125/0.065 0.110/0.057 0.093/0.049
7 0.115/0.060 0.101/0.052
8 0.107/0.056 0.094/0/049
9 0.100/0.052
10 0.095/0.049
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Precautions in threading process

L BERRTIFNRE, RIBAEANOIR, EWFSAINKT USRS, SMELRE
IHERRNMER—BIIFET. RBEZERBEIHAZXNMNERRRERTIF, TEREET]
FREE. EREIIFRLERS T HEAERIKNSEIR 0SB TIE IR KRS FEHR
ERE PP E—-T ROE—ESHAN T LSHBETE.

1. First of all, the installation of the tool-holders. Select threading tool-holder that conforms to the
central height of the machine according to machine tools used. External thread tool-holders can be selected
regardless of the workpiece diameter. Internal thread tool-holders have to be chosen according to the
workpiece internal diameter and the strength of the tool-holder. When installing tool-holders, we should
fully understand the actual central height of machine tools used. There are many manufacturers providing

machine tools, and central height could be different even made by the same manufacturer.

(1) SIMBEG TIFF R RFIEER—HOESHEUKR, TIFHTIFFERLEZRT, HNEFETIFF
2L EIEHERERT.

(1) When installing external thread tool-holder, consumers can select tool-holder with the same
central height as the machine tool. The central height has been controlled at the best dimensions during

manufacturing process.

Q) BIZL N REMEER: (NMREEMERIIF, MERIKNTEAESZERER
714, EREREIAE. mRENAFTIE, EREMRIIF, FABEBERIIFESSERN
FulE, BMARERFIOSTER, MASZERMNIEMNZELFANER. MIMNRHFR”FHL
SIEEEFN RS OEE (BS) 0.1-02mm, RNEXSEMNERGTIENER, d0SETHRK
dulbik, WESBTIRITE. SRR AFRHABELIIF, LS EEHENEFIERER
o

(2) When installing internal thread tool-holder, we need to pay attention to: If the machine tool itself
is for round tool-holder, then you don't need to adjust after compaction. But if it is a square head machine,
then we inevitably have to put the tool-holder onto central height, which could lead to incorrect central
height and cause inaccurate thread half angle after processing. It is suggested to adjust 0.1 -0.2 mm over
the machine tool center line. It cannot be too high in case of the wear of inserts, however, it is also easy to
tip off the inserts if central height is below the center line of the machine tools. Also, internal thread tool-
holder with squaring handle is available and the central height has been made to the best dimension during

manufacturing process.

B) AR (BFEAEFEER) TERIBKSHT)ANET]IEIEEER.
(3) Selection of shims: (refer to selection guide data) Incorrect shims will lead to the excessive wear

of flank side of the inserts.

2. HZEEHNURRI M RE, ERBREFORIMER EBSHEENRFHCINRE. HIZEQMT
PIEEEKRITIRIEERS, —RETES0---1205%/3 28], X2A T EREVIHIM I H/~EREHE
MBBRMAREAREE (RSMRENERE) . YHREMERRBEHEMNIMRRBE (5%
EREERERD
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Precautions in threading process
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Precautions in threading process

spasu| buipeaay W

7
A

a|qexapu| 4

2. Secondly, the performance of the machine tool. It requires a good rigidity, high speed and good
cooling system. To avoid the generation of BUE and lower surface roughness in machining (higher
glossiness degree), it often requires higher cutting speed in the process of thread which is generally in the
80---120 revolutions per minute. Selection of cutting speed is determined on the workpiece (refer to

selection guide data).

ARBYMIH A —MERIENEEMRERE. —REMNB2IFLANHEFE T AT IL
T, EEARR, HEQARERARTIRET MM, FARANMBRENSINRGHERSE
EBEHREIS20F/5 (EN) , FREAEMIFIIRE~ERESEE, —RIHD (E
1) BRENRHEIER BRATIRAHREESNHT, BALRBEICINTIRLEHIER, MARS
ATHMIES, MXETIRRE SR,

In the process of thread, another noteworthy problem is cooling. Normally we pour the coolant
directly into the workpiece, however, it is not the case. The cooling liquid has to be poured directly into
the contact area between the tool and workpiece, and high enough flow rate of the cooling liquid at 15 -
20 liters / minute (pressure) has to be ensured from the cooling system because the temperature at the
insert tip is so high that the cooling liquid without any pressure will be vaporized before reaching the
inserts tips. Basically it did not play the role of cooling the tool tip and it only cools the workpiece, and

then the insert tip is easy to be burned.

3. EAAEMYIHISHERIES T R ESHER.

3. Reasonable selection of cutting parameters is a key factor in improving the service life of inserts.

() SMEL M IE, BTHBIRF, —RATHIEZSE, RNXAEHXMMISN, mMAR
REBYEKRMSHERLT, FRAESVIEREDMMIAER.

(1) When processing external thread, the chips go smoothly. For convenience of programming, we
generally use the way of straight processing. We control the chip flow only in the case of extremely

demanding threading inserts.

() RBYMIE, MTARAFRNIHE, BTHBIRF, XSHERT, RAEEXMIS
X NTARRNMIAEY, ATHEZER), RAE#AXNIARXVBESRETIFLERES
BIIRTE, RRYIBEEMLERE~EENAMEZMIHNRERE, XATRAMEXMNT
AR, EHYIBEVBETEEETIEIGEHEL, XERET]RFSLERRSEIRFHRE R
2 (BHUERIMR) .

(2)When processing internal thread, we use straight processing for workpieces with large diameters
because of smooth chip flow in most cases. For internal thread with smaller diameter, the oblique
processing mode is used. Straight processing in this case can lead to the fallen inserts and influence the
surface quality of the workpiece while the oblique processing mode can control chip to flow along the
opposite cutting direction so that the inserts service life and better surface quality are ensured (see

parameter selection table).

-34 -

4. WMIABEENMI: ERTHELTIELT] )

4. Processing on the semi-finished products: (suitable for polishing edge threading inserts)

(1) IR ITHMRGEY, EEIMERTRATIBYH R R AM30 x 1.5, BEIMERT A ¢
30.1mm.

(1) When processing external thread, the diameter of the semi-finished products should be larger
than the nominal size of thread. Such as to process M30 1.5, diameter of semi-finished products should be

¢ 30.Imm.

() MIASELET, EESMERT NN TIEBLNEXRT. IM30 x 1.5, EFIMERT A
29.9mm,

(2) When processing internal thread, the diameter of the semi-finished products should be smaller
than the nominal size of thread. Such as to processM30 1.5, diameter of semi-finished products should be
® 29.9mm.

S.AREMIFTIFERE, EFETIA (M) MIMMFERETH EELERBHNEER
B, WA, NEBBEERE, HRESEMI.

5. If insert is broken in the process then a new insert (or indexable inserts ) is needed to be replaced.
Carefully examine the workpiece and check the residual alloy slags, if there are any, remove the residuals

before further process.
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Thread turning holders

AIEEAAR L % T) T)#RBLE15BF Description of indexable toolholders model

S E R2525 K16 T B

TR RE T

pressing mode of the inserts

S—IEET
SCIrew
D—JEHR

clamp

-36 -

Bl T.28%
Machining type
E—4ME
external diameter
N—H42
internal diameter

WU L F30

TIFF(IR) 0 125
tool-holder central height

TR
tool-holder dimension

WANRSUT IR T) T

Internal and external threading tool-holder

25=T )4 % £ 25
25=width of the tool handle 25
PRSI AR T AT B4R

Diameter of internal threading round shank

0025=H 1% ®25
0025=Diameter ®25

Machining handed type

R—4GF
right handed
L—7& 3
left handed

TR RSF

sizes of the inserts

L IC
06 5/32"
08 3/16"
08U 3/16" U
11 1/4"
16 3/8"
2 12"
2U 12" U
27 58"
27U 5/8" U

TIFFHEBE R

D=60

F=80

H=100

K=125

L=140

M=150

P=170

Q=180

R=200

$=250

T=300

U=350

V=400

T—H Mz
with
compensation
L—TcbhE
without
compensation

TIFFA

type of the tool-holder
B—iir & HAL
coolant holes

C—ilii &4
carbide

V—airi{

vertical
D—3L ¥R FETIAT
headed down tool-holders
G—T [ JJFT
transverse tool-holders
U—URL T

U tool-holder

JIFFRS
Size of
toolholders
SER0808H11
SER1010H11
SER1212H11
SER1616H16
SER2020K 16
SER2525M16
SER3225P16
SER3232P16
SER2525M22
SER3225P22
SER3232P22
SER2525M27
SER3232P27
SER4040R27
SER5050S27

e
Fittings

(S

Illustrations

10
12
16
20
25
32
32
25
32
32
25
32
40
50

FEERF
Dimensions

B H L B
8 100 11
10 10 100 11
12 12 100 | 12
16 16 100 | 20
20 20 125 | 25
25 25 150 | 32
32 25 170 | 32
32 32 170 | 40
25 25 150 | 32
32 25 170 | 32
32 32 170 | 40
25 25 150 | 35
32 32 170 | 40
40 40 | 200 | 40
50 50 | 250 | 40

JI R TIH
Inserts Shims

-
y

////%m°

1
m ! -
x| @ o
e
L
| WEOWE S g g
Inserts BRET PRF Shims Screw
Screw Wrench
11ER/o o M2.5X6 TO8 YI1E SM3 X 10
16ER/0 o | M3.5X 14 T15 Y16E SM4 X 12
22ER/o o | M4X15 T20 Y22E SM4 X 12
27ER/o o M6X15 T20 Y27E SM4 X 12
MEAEIRET HERF IRET
Screw Wrench Screw

wF

lever

S2.0

S2.5

S2.5

S2.5

wF

lever

/
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JIFES
Size of
toolholders K
SNR0006H06 6
SNROOOSHO8 8
SNROO10H11 10
SNROO12H11 12
SNROO16M16 16
SNR0020Q16 20
SNRO025R16 25
SNR0032S16 32
SNR0032S22 32
)
SNR0032S27 32
e
22 SNR0040T27 40
:
Fe At
Fittings
K41
[Nlustrations
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3.3

4.6

7.2

12

14

17.5

22

22

22.6

26.6

FER

Dimensions
H

100
100
100
125
150
180
200
250
250
250

300

JIF

Inserts

6.0

7.6

9.5

11.5

15.5

24

31

31

31

39

m @]
~
J
P L
IIJIZ;jtS Eg E?
F Screw Wrench
10 06NRo o M2X5 T6
15 08NRo o M2.5X6 T8
25 1INRo o M3 X6 T8
32 1INRo o M3 X6 T8
32 16NRao o M3.5X12 T15
40 16NRo o M3.5X12 T15
50 16NRao o M3.5X12 T15
55 16NRo o M3.5X12 T15
55 22NRo o M4 X 12 T15
55 27NRo o M6X12 T20
60 27NRo o M6X 12 T20
HEAEIRET MR T
Screw Wrench

BRI R R R R R i

KLOUF , Bk
PRAGMATIC INNOVATION
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Problems in thread turning and solutions

B
Problems

£/

Vibration

PARUN VAU
High levels of stress

on the cutting edge

WRACR = 2
Poor thread surface

quality

PR B
Flat thread teeth

AIRE[R &
Possible reasons

LA AIER

Incorrect workpiece clamping
JIREANIER

Incorrect tools installation
TIHIZHA L

Incorrect cutting parameters
J)E A AN IEH

Incorrect tool center

I T AEA A AL R

process on hardening material

I ORI

shallow cutting depth
LEIR2):WAF PN

too much pressure on the cutting edge
REUF AR RN

small threading tooth angle

VI B IS

Slow cutting speed

JIR AR L
Inserts over the central line
VIHIz 5 22

Poor cutting control

BRI Pl
incorrect tool center
VALK 787N
damaged inserts

TR AN T MR85

Inserts have not reached the top of thread

fRRTFT &

Solutions

priE 2 HE /PSS

selection of soft clamp

I AR S3CH

reduce tool overhang

(s WARSY S I

check the tools tightness

P AL, AT IR K PRI e 2
increase the line speed otherwise reduce
the line speed greatly

il SR E 247 0.1-0.16
selection of constant feed 0.1-0.16

K IEBR R o

correct tool center

SRRV €A
reduce feeding frequency

e SERE

selection of harder material
k=2l pEipAp W) IR

Selection of lateral feeding process

S UIHIE

increase cutting speed

K IR L&

selection of appropriate tool center
PR 1) 2t 25 75 2 T

Selection of lateral feeding process

K IER O &
selection of appropriate tool center

BT

change the inserts

ety ) v Je TAF IR R

Check the sizes of inserts and workpiece

>

-39 -



n SKELEUFET |, 1Bk R
- @ PRAGMATIC INNOVATION

y THE PURSUIT OF EXCELLENCE
EiiET

BABET A

Thread milling inserts
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Product standard code

1Bk TIRIEE Advantage of thread milling inserts W24y sk T] B3R R 75 5% Specifications on thread milling inserts

@ EIRH TIATFNT] F AJ i L2 e Fn A Hesg e
@I FTI R ENA A BEM T — R I FRIE R RIREL 2 1 E 1 2 UN
@ —/ETITERIZLU I T

O R A, LLERLEE

Q@B Z IR BMIRSVIHIRERSE 3%

O5FTMIET
OX XTI AT ZEIRARS
g , - ) tting length o
OXIHURNETRIK, —a/NUHIBEE RIS, AR ESHMIAIE cumeTene AHAFH
Pitch or number
@The same toolholder and inserts can be processed with both left-hand and right-hand thread
of threads
@One combination of toolholder and inserts can be processed on series of threads with different diameters
@ Thread processing can be completed in one feed, which is much cheaper and reasonable than taps. Cost is reduced in this way E =4MzE BRSO
. _ . _ _ ternal diamet Thread specification
@Cutting speed and production efficiency can be increased through the use of multi-tooth =l QENEHEE 1SO
N=p
@1t is better for processing blind holes . . UN
internal diameters W
@ There are two cutting edges in most of the inserts —=4ME+NFE NPT
@ Little power requirement, large threads can be produced with a small machine in less machining time exdizg. Qe B & NPTF
internal diameters BSPT

)
=]

a|qexapu| 4
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ISO metric thread inserts
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I2HE Pitch

mm

Ext.

0.5

Int.
Ext.

0.75

Int.
Ext.
Int.

Ext.

1.25
Int.

Ext.

1.5
Int.

Ext.

1.75
Int.

Ext.

Int.

Ext.

2.5
Int.

12mm

12N 0.5 ISO

12 N 0.75ISO

12N 1.0 ISO

12 N 1.25ISO

12N 1.5 ISO

14mm

14 N 0.5 ISO
14 E 0.751SO
14 N 0.75ISO
14 E 1.0 ISO
14 N 1.0 ISO
14 E 1.251SO
14 N 1.25ISO
14 E 1.5 ISO
14 N 1.5 ISO
14 E 1.751SO
14 N 1.75ISO
14 E 2.0 ISO
14 N 2.0 ISO
14 E 2.5 ISO
14 N 2.5 ISO

Internal

60°

1
ZP

1
8P
8 External

YIHI 7] (Cutting length) L

21mm

21 E 1.0 ISO
21 N 1.0 ISO

21 E1.51ISO
21 N 1.5 ISO

21 N 1.75ISO
21 E2.0 ISO
21 N 2.0 ISO
21 E2.51ISO
21 N 2.51ISO

30mm

30E 1.5ISO
30N 1.5 ISO

30 E 2.0 ISO
30N 2.0 ISO

40mm

40 E 1.5 ISO
40N 1.5 ISO

40 E 2.0 ISO
40 N 2.0 ISO

ISO Al E£

ISO metric thread inserts

B2FE Pitch
mm 12mm 14mm
Ext.
Int.
Ext.
35
Int.
Ext.
Int.
Ext.
4.5
Int.
Ext.
Int.
Ext.
5.5
Int.
Ext.
Int.

6.3 7.5

KLOUF , Bk
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21mm
21 E3.01ISO
21 N 3.0 ISO

21 N 3.51SO

12
4.7

Internal

60°

1
ZP

p

oo|—

External

Y11 7] (Cutting length) L

30mm

30 E 3.0 ISO
30N 3.0 ISO
30 E3.51SO
30N 3.5ISO
30 E4.0ISO
30N 4.0 ISO

30 N 4.5 ISO

16
5.5

40mm
40 E 3.0 ISO
40N 3.0 ISO

40 N 3.5 ISO
40 E 4.0 ISO
40 N 4.0 ISO

40 N 4.5 ISO
40 E 5.0 ISO
40 N 5.0 ISO

40 N 5.5 ISO
40 E 6.0 ISO
40 N 6.0 ISO
20
6.3

>
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)

EiiET

sy

ISO #HHl60°

€2 (UN. UNC. UNF)

Unified National Fixed Pitch Series (UN) Unified National Coarse Series (UNC) Unified National Fine Series (UNF)

Internal

60°

1
ZP

1
8P
8 External

ISO #Hl60°

5££# (UN. UNC. UNF)

KLOUF , Bk
PRAGMATIC INNOVATION
THE PURSUIT OF EXCELLENCE

Unified National Fixed Pitch Series (UN) Unified National Coarse Series (UNC) Unified National Fine Series (UNF)

Internal

60°

1
ZP

oo|—

p

>

External

2P Pitch P11 7] (Cutting length) L 12 Pitch Y11 7] (Cutting length) L

-44 -

TPI 12mm 14mm 21mm 30mm 40mm TPI 12mm 14mm 21mm 30mm 40mm
Ext. 14 E 32 UN Ext. 14 E 12 UN 21 E12 UN 30 E 12 UN 40 E 12 UN
2 Int. 12 N 32 UN 14 N 32 UN = Int. 14 N 12 UN 21 N 12 UN 30N 12 UN 40 N 12 UN
g Ext. 14 E 28 UN Ext. 21 E10 UN 30 E 10 UN 40 E 10 UN
{i 2 Int. 12 N 28 UN 14 N 28 UN 1 Int. 14 N 10 UN 21 N 10 UN 30N 10 UN 40 N 10 UN
E,% Ext. Ext. 30 E 8 UN 40 E 8 UN
% 77 Int. 14 N 27 UN ’ Int. 21 N8 UN 30 N 8 UN 40 N 8 UN
E- Ext. 14 E 24 UN 21 E24 UN Ext.
gg * Int. 12 N 24 UN 14 N 24 UN 21 N 24 UN ’ Int. 21 N7 UN
“CE:% Ext. 14 E 20 UN 21 E20 UN 30 E20 UN Ext. 30 E6 UN 40 E 6 UN
g 20 Int. 12 N 20 UN 14 N 20 UN 21 N 20 UN 30 N 20 UN ‘ Int. 30 N 6 UN 40 N 6 UN
Ext. 14 E 18 UN 21 E18 UN 30 E18 UN Ext.
e Int. 12N 18 UN 14 N 18 UN 21 N 18 UN 30 N 18 UN = Int. 4014.5 UN
Ext. 14 E 16 UN 21 E16 UN 30E 16 UN 40 E 16 UN Ext.
0 Int. 12N 16 UN 14 N 16 UN 21 N 16 UN 30N 16 UN 40 N 16 UN ! Int. 4014 UN
Ext. 14 E 14 UN 21 E14 UN 30 E 14 UN 40 E 14 UN 6.3 7.5 12 16 20
1 Int. 14 N 14 UN 21 N 14 UN 30 N 14 UN 40 N 14 UN T 2.9 3.1 4.7 5.5 6.3
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EiiET

)

PRAGMATIC INNOVATION

HK55° T2k

British Standard Whitworth (BSW)
British Standard Fine Thread (BSF)
British Standard Pipe (BSP)

EElrifE B IR
National (American) Pipe Thread (NPT)

Internal

Internal
R=0.137P

\R=0.137P

External

1°47’

255 Pitch
TPI

Y11 7] (Cutting length) L

30° 30°
\/

1°47’

- l External

12mm 14mm 21lmm 30mm 40mm
IZEE Pitch YIHI 7] (Cutting length) L 18 12-18 NPT 14-18 NPT

TPI 12mm 14mm 21mm 30mm 40mm 14 14-14 NPT 21-14 NPT

24 14-24 W 115 21-11.5 NPT 30-11.5 NPT 40-11.5 NPT

20 14-20 W 2120 W 8 30-8 NPT 40-8 NPT

19 12-19 W 14-19 W 21-19 W
7] 16 14-16 W 21-16 W 30-16 W 6.3 75 12 16 20
=1 14 14-14 W 21-14 W 30-14 W T 2.9 3.1 4.7 5.5 6.3
§§ 11 21-11 W 30-11 W 40-11 W
é:% 8 40-8 W

6.3 7.5 12 16 20
T 2.9 3.1 4.7 5.5 6.3
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EEFEHETRAIRE
National (American) Pipe Thread Fuel (NPTF)

REREEIRL
British Standard Pipe Taper (BSPT)

Internal
30° 30°

1°47'
olo l External

1°47’

1°47’

L
I2Ff Pitch P11 7] (Cutting length) L I2PH Pitch Y11 7] (Cutting length) L
TPI 12mm 14mm 21mm 30mm 40mm TPI 12mm 14mm 21mm 30mm 40mm
18 12-18 NPTF 14-18 NPTF 19 12-19 BSPT 14-19 BSPT
14 14-14 NPTF 21-14 NPTF 14 14-14 BSPT 21-14 BSPT
11.5 21-11.5 NPTF 30-11.5 NPTF 40-11.5 NPTF 11 21-11 BSPT 30-11 BSPT 40-11 BSPT
8 30-8 NPTF 40-8 NPTF
H 6.3 7.5 12 16 20
7] 6.3 7.5 12 16 20 T 2.9 3.1 4.7 5.5 6.3
8 T 2.9 3.1 47 5.5 6.3

~
=
%
@
x
)
=2
[

-
=
>
3
fol
D
e
=]
«Q
=3
173
(o}
=3
w
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