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Quality Standard

ISCAR has been certified by the prestigious Standards Institution,
as being in full compliance to ensure delivery of the finest quality
goods. Quality control facilities include the metallurgical laboratory,
raw metal testing, an online testing procedure and a machining
center for tool performance testing and final product inspection.
Only the finest products are packaged for entry into

ISCAR'’s inventory.
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Dear Thread Maker, Customer and Colleague,

As a manufacturer of cutting tools, our main objective is to ensure optimal production
with the most advanced and high-performance tools that meet the requirements
of modern technology.

Machining the thread faster and more accurately reduces processing time and cost, and also lowers the possibility of manufacturing
defect parts. Although the cutting tool is often considered to be of minor value, it is the key to increasing productivity and quality.

At ISCAR we understand this fact well, and our ongoing research and design activities are aimed at creating

cutting tools that will improve overall performance and make the threading process more effective.

Intensive research and development have resulted in innovative and effective solutions for our customers’ diverse range of requirements.
As the variety of ISCAR tools is vast, sometimes it can be a challenge to make the right tooling decision for specific
manufacturing needs.

We hope this threading catalog, will help you with the right tool selection and that it will be a useful supplement to the other ISCAR
catalogs and leaflets.

)
%
|<_E
@)
)
Z
0
<C
LL
0
T
|_

This threading catalog, is specifically divided into number of main chapters, taking into account
specific features of threading and highlights the latest threading solutions.

Introduction with general formulations such as parameters and thread classifications, standards and their field of
application, accuracy, possible ways to machine threads, and general information about ISCAR's Threading Lines.

Thread turning , Thread milling , Taps , Driling chapters introduce the methods of threading and milling tapping and Pre-threading
drilling, recommend the right ISCAR products to be used for each application, and explain how to select and use the correct tools.

Cutting Materials Grades and Engineering Materials introduces various types of ISCAR grades with
their recommended range of use, and material groups according to VDI 3323 standard.

We hope this catalog will be a useful tool and helpful guide to thread machining.
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A lot of things around us, whether it be everyday objects
or industrial products, have a thread connection. The
history of thread connections began many years ago.

The first fastening parts with threads were used in ancient
Rome. However, due to the high cost, they were only used for
jewelry, medical instruments and other expensive products.

Bolts and nuts were widely used in the 15th century. They
connected the mobile segments of armor and parts of
watch mechanisms. The first printing machine, invented

by Johannes Gutenberg between 1448 and 1450, had
threaded connections - its parts were fastened with screws.

At the beginning of the 17th century, a threaded connection
appeared similar to the type found today. Initially, the thread
pitch was only in inches until the French introduced the
metric thread only at the beginning of the 19th century.

At the present time, parts with threads are
widely used in many different industries.

What Is a Thread?

A thread is a surface formed by a helical movement of

a flat contour along a helical line. The basis of threading
is the principle of obtaining a helix. There are many
different standards, types and ways of producing threads.
In many cases, the thread process occurs in the final
stages of manufacturing the part, thereby occupying

a responsible role for obtaining quality parts. The key

to high quality and efficient thread processing is a

correct and well-composed technological process.

The assigned thread machining strategy is directly related to
the correct selection of the cutting tool. It is the tool, a small
and seemingly minor element in the production of threads
that can significantly increase productivity and quality.
ISCAR understands the role of the tool, particularly in
threading and metal processing in general, and

aims to provide our customers with a reliable

tool that will meet their requirements.

Thread can be defined as a continuous helical ridge on the
nut (inner part) or screw (outer part) of a cylinder. The ridge
is called a crest, and the dip or space between each crest
is referred to as the root. The side of the thread surface
that connects the crest and the root is called the flank.

crest  root crest  root
el

HUNNNNNY

”\ll“‘“gul||n|||

Jll!!liiu

Thread geometry with value, angles, radiuses, etc. contain
tolerances defined in thread standards.

The main parameters of thread geometry and

thread functionality are: diameters, pitch, lead,

helix angle, lead angle, and truncation.

Diameters

There are three main thread diameters: major diameter,
pitch dimeter and minor diameter. Value and tolerances for
each diameter differ according to each thread standard.

=— minor diameter —| =— minor diameter —

pitch diameter —= pitch diameter

~— major diameter —* ~— major diameter

* Major Diameter — the largest diameter of two extreme
diameters. In external threads, the major diameter
defines the end limit of a thread profile and in internal
threads, the major diameter defines the start of a
thread profile. Therefore, for external threads the
major diameter is an outer thread diameter and for
internal threads, the major diameter is an inner thread
diameter. Usually the major diameter of external
threads is smaller than the major diameter of internal
threads, if the threads are designed to fit together.

e Minor Diameter — the smallest diameter of two extreme
diameters. In external threads, the minor diameter
defines the start of a thread profile and in internal
threads, the minor diameter defines the end limit of
a thread profile. Therefore, for external threads the
minor diameter is an inner thread diameter and for
internal threads the minor diameter is an outer thread
diameter. Space between the minor diameter of an
external thread and the minor diameter of an internal
thread should be minimized to ensure correct thread
functionality, if the threads are designed to fit together.

e Pitch Diameter (Effective Diameter) — the pitch diameter
is also known as an effective diameter, since this is
the most probable area for the external and internal
threads to engage. Pitch diameter is a theoretical
diameter representing the place where the width of
the basic thread profile is equal to half a pitch.

ISCAR




Pitch / Threads Per Inch (TPI)

Pitch and Thread per Inch (TPI) define the same
threading feature, only in different terms.

Pitch - a main and common parameter for all types of metric
threads, usually expressed in millimeters. Pitch defines

the distance along a line parallel to the axis of the thread
length between the sides of the thread profile placed in

the same axial plane on one side of the axis of rotation.

Thread per Inch (TPI) - a main and common parameter
for all types of inch-based threads. TPI defines the
count / number of threads per distance of 1 inch
along the length of threads placed in the same

axial plane on one side of the axis of rotation.

Lead

Lead is the distance that defines an axial movement
of any point moving in relative motion per one full
turn (360°) along a line parallel to the thread axis. In
a single-start thread, the lead is equal to the thread
pitch. In a multi-start thread, the lead is equal to the
thread pitch multiplied by the number of starts.

4_1 lead "7

—{pitch|*—

lead=2xpitch

lead=pitch lead=3xpitch

Helix Angle

The Helix Angle of the Thread Influences Thread Efficiency and
Is Necessary for Calculating Torque in Thread Applications.
The Helix Angle of the Thread Can Be Defined by Unraveling
the Helix from the Thread, Representing the Section As a
Right Triangle and Calculating the Angle That Is Formed.

P
®= arctan (T bpitch )

When
Q@ = helix angle
P = thread pitch

Dpitch = pitch diameter (effective diameter of thread)
3.142

TT =~

P3
P P2 P4
—
xDs \
TxD2
ixD1
Lead Angle

Lead angle is the angle between the helix of thread
and a plane of rotation. The lead angle of the thread
depends on the pitch diameter, thread pitch, and
the number of thread starts. This parameter can

be represented as a sweep of a right triangle.

The angle of the thread is calculated
by the formula given below:

Lead

= arctan :
Pu ( txDpitch )
Lead= nxP
When
(1% = lead angle
Dpitch = pitch diameter (effective diameter of thread)
P = thread pitch
N = number of thread starts
T =~ 3.142

Where the thread is single-start, the lead
angle is equal to the helix angle.

Truncation

Truncation is the perpendicular distance to the
axis of the thread from the imaginary point of

intersection of two adjacent sides of the thread
profile to the nearest point of its top or bottom.

truncation

truncation

}
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Threads can be classified by the following criteria:

Gender

Depending on the location of the surface, the thread may
be external (cut on a rod) or internal (cut into a hole).

Designation

The threads are divided into fasteners or connection
parts, running or kinematic (in a movable
connection) by main application. Often the fastening
threads carry a second function - sealing the
threaded connection, ensuring its tightness.

Handedness

This represents the direction of the thread helix,
which can twist in two possible directions: clockwise
(CW) and counter-clockwise (CCW). When the thread
is designed to be turned in a clockwise direction,

it is known as a “right-handed (RH) thread.” When
the thread is designed to be turned in the opposite
direction, it is known as a “left-handed (LH) thread.”

view direction
left hand right hand

when turns CW,
screw-in plate

when turns CW,
screw-out plate

Pitch

Thread pitch can be classified by “coarse pitch”
and “fine pitch.” The terms refer to the size of the
threads relative to the screw diameter and do not
imply differences in thread quality, tolerances,

or cost. They can be compared as follows:

Coarse Pitch
Fewer threads per axial distance.

e |arger thread form relative to screw diameter.

More resistant to stripping and cross threading
due to greater flank engagement.

Install much faster as they require

fewer turns per unit length.

Fine Pitch
More threads per axial distance.

e Smaller thread form relative to screw diameter.

Stronger due to a larger stress area

for the same diameter thread.

Less likely to vibrate loose as they have a smaller
helix angle and allow finer adjustment.

Develop greater preload with less tightening torque.

ISCAR




Profile

Thread profile, also called thread form, which refers to the
cross-sectional shape of a thread.
It may be square, triangular, trapezoidal, or other shapes.

TYPVCVCNN
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Surface Shape

The shape of the surface on which the thread
is cut: it can be cylindrical or conical.

Starts

According to the number of starts, the threads are divided
into single-start and multi-start threads. A single-start
thread has one continuous thread running along the
body of the screw. A multi-start thread consists of two or
more intertwined threads running parallel to one another.
The lead distance of a double-start thread is twice that
of the single-start thread and a triple-start thread has
triple that of the single-start thread. For example, if the
end of the workpiece part is divided into two or three
equal parts, and the threads start from each of these
points, then this indicates double or triple thread starts.

[~ lead —

4" pitch ‘k

—=lead [=—

a‘p\tch“*

— lead

a‘p\tch‘k

lead=pitch lead=2xpitch lead=3xpitch
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Thread Classifications
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To ensure the interchangeability of threaded products for the main parameters of
thread profiles, it is necessary to set the appropriate standards.

The Most Common Standards According to Their Purpose

UNJ MJ

5/16 TP

REmin 0.15011TP SCREW

BSW BSPT NPT NPTF

A\

0.137TP SCREW

Trapeze Acme Stub Acme American Buttress SAGE - Metric Buttress
avaw.a-a-4..0.0.4. 044
70
SCREW SCREW SCREW SCREW

APl Round Exteme Line Casing API

AVA

TAPER 1:16 | %, 90°

0.23851TP
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In thread manufacturing, permissible limits are defined for
the actual thread profile’s deviations from the theoretical
thread profile. To ensure correct threading operations,
the thread profile cannot cross the theoretical profile,
and therefore, this permissible limit is set by tolerances.
The external and internal thread should only contact

the sides of the threaded profile, therefore the main
parameter that influences thread tolerance is the pitch
diameter. Tolerances on major and minor diameters

are set in such a way as to exclude the possibility of
collision on the tops and bottoms of the thread. Each
thread standard contains a different tolerance method.

ISCAR provides tools for thread production at
all standards and in all accuracy classes

139035074

Tolerance System ISO Standard

In accordance with the ISO standard, threading
accuracy is determined by the combination of
tolerance grade and tolerance position.

Tolerance grades are classified by numbers
according to major, pitch and minor diameters and
are different for internal and external threads.

. ) tolerance . . tolerance
dimension dimension
grade grade
minor 4,5,6,7,8 major 4,6,8
diameter diameter
pitch diameter | 4, 5, 6, 7, 8 | pitch diameter 3’74‘85’96'

Tolerance positions are classified by letters and
are different for external and internal threads.

internal threads G, H
external threads e f,gh

At -‘rox.i'__r,__ég
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Possible Combinations of Thread Tolerances:

3 pich minor
o diameter diameter
internal X0} pich minor 8 8
(hut) threads S diameter | diameter
8 8 7 7
7 6 6

more precise

Basic Size

external (screw)
threads

more precise

e

pich

diameter

major
diameter

S
-
" -
-~
-
-
-
-
-
-
-

pich major
diameter diameter

pich major
diameter diameter

undersized

pich major
diameter diameter

Thread accuracy can be classified by three classes: fine, medium, and coarse,
depending on the length of thread engagement (the length of interaction between the fastener and nut member
(i.e. nut or mating material for the screw) which is divided into three groups: short, normal, and long.

IE - length of thread engiagement

Member IMC Group
|
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Recommended Tolerance Classes for Internal Threading

normal long short normal

Coarse

Fine
Medium
Coarse

When

**bold - most common

There are several options for thread description with accuracy class according to the ISO standard:

Internal Threading
[Major Diameter ] x [Pitch |- [Tolerance Class for Pitch Diameter | [Tolerance Class for Minor Diameter |

M8X1.25 — 5H 6H

M8 - 6H

External Threading
[Major Diameter ] x [Pitch |- [Tolerance Class for Pitch Diameter | [Tolerance Class for Major Diameter |

M8X1.25 — 5g 6g

M8 - 69

ISCAR



INTRODUCTION —
Tolerance System UN/ UNC/ UNJ/ UNR/ UNS/ UNRS/ UNF/ UNEF Standards I:
The UN/ UNJ/ UNR/ UNS/ UNRS/ UNF/ UNEF major thread per thread accuracy D
standards define 3 classes of accuracy for diameter inch (TPI) standard |~ class D
external threads and internal threads: O

External Threading Internal Threading Edemaliiesding Iitemialilieceding
. - 3/8 16 UNC - 3A 3/8 16 UNC - 3B m

e 3A (tight tolerance) e 3B (tight tolerance)

¢ 2A (medium tolerance) | 2B (medium tolerance) 1/2 20 UNF - 2A 1/2 20 UNF - 2B I_
e 1A (loose tolerance) ¢ 1B (loose tolerance) 9/16 24 UNEF - 1A 9/16 24 UNEF - 1B Z

**pold - most common

Thread Unified National Standards Compatibility

The value and range of the tolerance according to External UN* UNJ UNR
accuracy class are described by tables, formulas, and Internal

charts in the UN standard. Possible combinations are UN* v . v
described in the UN standard.

Not all combinations exist in all three tolerance classes. UNJ \/ \/ \/
Examples for thread description according

to UN/ UNGC/ UNJ/ UNR/ UNS/ UNRS/ UNF/ UNR v - v
UNEF standards with accuracy class: UN* insert can produce thread standars UNC, UNF; UNEF

Tolerance System BSW Standard

The BSW standard defines 3 classes of accuracy for external threads and 2 classes of accuracy for internal threads:

External Threading Internal Threading
e close class (tight tolerance) e medium class (medium tolerance)
e medium class (medium tolerance) e normal class (loose tolerance)
¢ free class (loose tolerance)

The value and range of the tolerance according to the accuracy class are
described by tables, formulas, and charts in the BSW standard.

Recommended combinations:
e close class for external threading is intended for use with medium class for internal threading
* medium class for external threading is intended for use with normal class for internal threading
¢ free Class for external threading is intended for use with Normal Class for internal threading

There are two options for thread description according to the BSW standard:

bolt (for external threads)
nut (for internal threads)

major diameter |-| thread per inch (TPI) (accuracy class) l:::: gg: ;’;Ler:;all t:'lr:'reer«.ia(;jsj)

major diameter |- | thread perinch (TPI) |B.S.W| (accuracy class)

Examples for thread description according to the BSW standard with accuracy class:

External Threading

e 5/16 -18 B.S.W. (close) bolt or W 5/16 -18 (close) bolt

e 1/2 -12 B.S.W. (medium) bolt or W 1/2 -12 (medium) bolt
11/8-7 B.S.W. (Free) Bolt Or W 11/8-7 (Free) Bolt
Internal Threading

e 5/16 -18 B.S.W. (medium) nut or W 5/16 (medium) nut

e 11/8 -7 B.S.W. (normal) nut or W 11/8 (normal) nut
Useful formulas:
1 inch = 25.4 mm

25.4

TPL - Pitch (mm)
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thread cutting

thread turning

thread milling

thread tapping

thread whirling

thrilling

helical broaching (punch tapping)
thread grinding

thread lapping

threading with EDM

Main Methods for Thread Production

e rolling
e molding

Threads can be produced by various methods according to thread size, accuracy, available equipment,
size of requested part, material, workpiece geometry, production time, production cost, etc.

e 3d printing

ISCAR offers solutions for thread production for most types of machining methods.
The use of appropriate tools to produce threads is undoubtedly one of the
main factors influencing the success of the process.

ISCAR




Insert profiles for thread production can be divided into
three main types: full profile, partial profile, and multi-tooth.

Full Profile

Inserts belonging to this group are designed to produce a
full profile of the requested thread. Each full profile thread
tool is suitable for a specific thread profile and pitch only.
Full profile tools are recommended for mass production.

Advantages of Full Profile

Finish the thread in one operation.

Bigger corner radius means better tool life.
Ensures correct depth of thread.

No deburring.

Disadvantages of Full Profile

Cutting edge is suitable for the relevant
thread profile and pitch only.
Requires a wider variety of items in the workshop.

Partial Profile

Inserts belonging to this group do not produce the
outer diameter (major diameter) of external threads or
the inner diameter (minor diameter) of internal threads,
which means that one or more additional operations
are needed to complete the thread diameter. These
Inserts are not recommended for mass production.

Advantages of Partial Profile

Small corner radius, suitable for many pitch sizes.
Reduces stock of many different full profiled inserts.

Disadvantages of Partial Profile

Small corner radius will result in shorter tool life.
Requires additional operation/s to the complete
the outer (major) or inner (minor) diameter,
depending on the thread gender.

Multi-Tooth

CCLLL LR

finish
semi-finish
roughing

Multi-tooth inserts produce a full profile of the
requested thread. These inserts, usually have two or
three cutting teeth. The thread profile is produced
by the last tooth and the previous teeth (or tooth)
are used for rough and semi-finish operations,
thereby facilitating the work of the last tooth. These
inserts are recommended for mass production.

Advantages of Multi-Tooth

Finish the thread in one operation.

Reduces the number of passes for high productivity —
multi-tooth tools are similar to full profile tools but have
more than one cutting point (two-pointed tools give
double productivity, three-pointed tools give triple, etc.).
Ensures longer tool life.

Ensures correct depth of thread.

No deburring.

Disadvantages of Multi-Tooth

Can not work next to shoulder and

requires wide thread relief.

High cutting forces.

Requires a larger variety of items in the workshop.

The ISCAR catalog of thread products
contains all types of threading solutions.

Member IMC Group




ISCAR offers a wide range of threading tools for most industries and applications, covering
internal and external processing and processing of small-sized parts. Whatever the method
of processing, ISCAR will identify a suitable tool for the requested thread.

ISCAR Threading Products

ISCAR
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Thread Turning

Thread production by turning operation is possible for external and internal threading.

The principle of thread production by turning operation is based on the constant linear

movement of the tool/insert relative to the rotational movement of the workpiece.

The geometry of the threading profile is identical to the cutting edge profile. On lathes or turning stations, threads are cut
into several passes, and after each pass the cutter moves back to its original position. The number of passes is determined
by the material of the workpiece, type of cutter, threading type, requirements for accuracy, surface finish, etc.

ISCAR offers a wide range of tools and inserts for all types of thread turning.
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USER GUIDE

ISCAR Product Families for Thread Turning

ISCAR offers product families that provide e Tools carrying ISCAR standard inserts -
solutions for both external and internal mainly used for external threading.
threading according to most standards. CUT-GRIP External

ISCAR's products for thread turning operations 0
can be divided into three main groups, each
containing several families/lines: o

e Tools carrying ISCAR threading laydown inserts -
used for both external and internal threading.

O o O a
o o

U-TYPE G - TYPE

O
~
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Multi-Tooth * Holders carrying ISCAR standard inserts
- used for internal threading only

MINICHAM Internal

\\/

ISCAR Internal Threading ISCAR External Threading

minimum bore dia. 4 mm

PICCOCUT Mini-Bar

: ~ER

minimum bore dia. 2.4 mm

CHAMGROOVE Internal

O

minimum bore dia. 8.0 mm

CUT-GRIP Internal

O

O

minimum bore minimum bore
dia. 12.5 mm dia. 20 mm

0 partial profile
0 full profile
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Tools Carrying Threading Inserts

There are various types of tools that are used to machine external and internal threading.
The difference between the tools and the choice of correct tools depends on machining
connection type, threading type, requirements for accuracy, surface finish, etc.

External Threading
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square shank tools with bottom fed square shank tools with
high pressure coolant system coolant channels
square shank tools drophead square shank tools
without coolant channels without coolant channels
square shank tools with high interchangeable adapters with internal
pressure coolant system channels for high pressure coolant
tools with camfix/capto exchangeable interchangeable adapters with
tapered shanks with coolant channels internal coolant channels
interchangeable adapters without blades

internal coolant channels

Internal Threading

tools with CAMFIX/CAPTO exchangeable threading bars with
tapered shanks with coolant channels coolant channels
square shank tools multi-use holder

without coolant channels

perpendicular holder interchangeable heads with
internal coolant channels

interchangeable heads without high precision holder
internal coolant channels with coolant channels

ISCAR
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Laydown Inserts for External and Internal Threading

Laydown inserts belong to the ISCAR threading family. The geometry (length and IC) of these inserts is designed
according to ISO Standard, and laydown insert can be used for internal and external threading. The cutting edge profile
of laydown inserts can be adjusted to most threading sizes of different threading standards. ISCAR classifies laydown
inserts into 3 types: B-Type, M-Type, and G type. There are 2 configurations: U-Type and Regular type. The inserts are
available with one tooth on each cutting edge or with a number of testh on each cutting edge ( multi-tooth inserts).

Basic Dimensions of Laydown Inserts

U-Type Regular Type Regular Type
PDX
PRX v “ RE
PDYF( s povt c
INSL \ INL )
IC — inscribe circle diameter
PDX  — distance between the insert and the corner radius
PDY — gap between the corner radius and
the theoretical triangular vertex

INSL — insert length, triangular leg length
RE — corner radius

Member IMC Group
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INSL (mm) IC (inch)
06 532 "
08 316"
11 7K
16 38"
22 7R
27 58"

|2]Insert Configuration

U-Type

UEI— U-type for external and
internal threading

Regular type

UE — U-type for external E — regular type for
threading external threading

Ul — U-type for internal I — regular type for
threading internal threading

* U-Type configuration is recommended for big threading profiles

|§|Insert Clamp Direction

R — right-hand
L — left-hand
RL — right and left-hand

|i|lnsert Type

B — pressed chipformer and peripheral ground profile

M — pressed to size insert with pressed chipformer

() — noindication, G type is an insert with deflector
B-Type M-Type G-Type

USER GUIDE
Laydown Insert Description According to the Template Below
t6] [E][R][m] L] [1cons
1 2 3 4 5 6 7 8
[1 |Insert Length (INSL) 5 |Pitch
U-Type Regular Type Regular Type mm TPI
PDX A 0.5-15 48-16
[l ‘ RE AG 0.5-3.0 48-8
M IC (: 18.755—5860 174—58
INSL 5-5. }
l L 5 Q 5.5-6.0 4.5-4
| A U 5.5-9.0 4.5-2.75

@Threading Standard

60 — partial profile 60°

55 — partial profile 55°

ISO — ISO Metric

UN — american UN

w — whitworth

BSPT — british BSPT

RND — round DIN 405

TR — trapeze DIN 103

ACME — ACME

STACME — stub ACME

ABUT — american buttress

UNJ — UNJ

NPT — NPT

APIRD — APIround

BUT — APl buttress casing

API — APl

EL — extreme line casing

MJ — IS0 5855
[7[Number of Teeth

O — notindicated, 1 tooth

2M — 2teeth

3M — 3teeth

* Multi-Tooth inserts increase productivity and are recommended
for mass production

|8]|Grade

IC1007, 1C908, IC808, 1C508, 1C250, IC228, IC50M, IC806

ISCAR




USER GUIDE
The insert type geometry recommended to select per Guidelines Sign
material of workpiece is shown in the table below. recommended (1% choice) v
ISCAR Thi i i d choi .
Insert Type Geometry Sfa dow;ea:?g suitable (20 chope)
per Material Y can be selected (optional) °
B-Type | M-Type | G-Type

Steel \ V V

v °
Cast Iron ° \Y
Nonferrous . °
High Temp. Alloys ° °
Hardened Steel ° °

Material

< < I<||I<

B i i PP

/,;///;’//I“,

g

Member IMC Group
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Anvils for Laydown Inserts

The parameter for tilting the threading insert relative to the helix angle of threading is of great importance when threading

is produced. This parameter ensures proper operation of the insert during threading production in terms of equal load
distribution applied to the insert, equal distribution of forces operating on the insert, development of uniform wear on both
sides of the cutting edge, and avoiding friction of the insert with the side of the threading profile. If the side clearance insert
angles (a) are not equal in relation to the helix angle (@), the insert must be tilted. This is performed by using anvils.

Recommended Less Recommended
aL=ar aLzar
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Quick and Easy Way to Select a Correct Anvil
helix (lead) angle calculation by formula ‘ ’ or ‘ ’ helix (lead) angle area from the graph

‘, i

recommendation for an inclination angle (3°) according to the thread
turning method definition and dependent on the thread standard

|

recommendation for a suitable anvil according to the insert size
and type of toolholder
(internal or external)

The anvil should be selected from the table according to the threading standard. The correct anvil depends on the right
inclination angle (3) and insert size. The inclination angle (B) is obtained by selecting the thread turning method and finding the
helix angle (@) for single-start threading, or lead angle (@) for the multi-start threading.

The helix angle (®) and the lead angle (1) are determined as exact values by using the formula below or as a graph

area (see below: Helix (Lead) angle area by using graph, depending on the threading diameter and lead.

Helix angle (®) calculation by using Lead angle (®.) calculation by using
formula single-start threading formula multi-start threading
_ P _ Lead
@=arctan TixDpitch @ =arctan TixDpitch
Lead= nxP
When: When:
@ = helix angle QL = lead angle
Dpitch = pitch diameter* Dpitch = pitch diameter*
* effective diameter of threading * effective diameter of threading
P = threading pitch P = threading pitch
s =~ 3.142 N = number of threading starts
Tt ~ 3142

Usable Formulas

Lead (inch) = 1 inch TPI x No. of starts
TPI = No. of threading per inch

1 inch = 25.4 mm

Pitch (mm) = 25.4 TPI

ISCAR
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Helix (Lead) Angle Area by Using Graph

Helix Angle Evaluation
oe) ole) o) () ()
50 4° 3° 2° 1°
9.5

8.5

7.5
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pitch / lead [mm]
[@)]

~

w
[ B IS B NS NG IS B e ))

N
N

50 60 70 80 90 100 110 120 130 140 150 160 170 180 190 200
diameter [mm]

Detailed View for Small Pitch/diameter
o@) ¢l@) ¢lo)
1.5
1.4
1.3

1.2 o)
1.1 2°

—

0.9
0.8

0.7
0.6 ®(@)

pitch / lead [mm]

0.5
0.4
0.3
0.2

0123456728910

diameter [mm]
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Helix (Lead) Angle Area by Using Graph

Helix Angle Evaluation

TPl ° o o
5 4° 3 2

1.5

THREAD TURNING

W O~ 0O 0O N O [aV) N N NI (a5} < N NI < N3 N N3 [t}
VIV~ QoY I 9 < I 9 g I 9 g
0w M - M - 1B o — — (<) - - (&) - - [$)
rrrrrr N [aV) N [ep} (o5} [ep] <t < <t
diameter [inch]
Detailed View for Small Pitch/diameter
T.P. ‘pL ‘PL (%)

13

14
16
18
o(@)
19 1°
20
24
26
g 27
32
36
40
44748
60 56
7o 64
80

pitch / lead [inch]
N
N

TANONPpNO© © © ©
OCOrOHIOD - O - - -
SN XX N RS ~ ~ ~
_——m [tolNep) N~ [ts) N~ (&)

diameter [inch]
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Anvil Selection for Symmetric Threading Profiles

The table below defines the recommended insert inclination angle (3) and anvil selection according to
the helix angle (@) for single-start threading and the lead angle (®1) for multi-start threading, depending
on the threading turning method for machining the following symmetric threading profiles:

e Partial profile threading with angle profile of 60°, 55° only.
¢ Full profile threading according to ISO, UN, Whitworth, NPT, BSPT, Trapeze, ACME, RD standards only.

Thread Turning Method
production of right-hand threading production of left-hand threading
with right-hand holder with left-hand holder
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Anvil Selection

Positive Anvils
Threading helix (lead) angle @ (®1) | @ (PL)=5° | 4°s@ (@L)<5° | 3°<@ (P)=4° | 2°<@ (PL)s3° | 1°<P (PL)=2° | 0°<@P (@L)=1°
Inclination Angle 4.5° 3.5° 2.5° 1.5° (std) 0.5°
IC Toolholder Anvil Designation
16 EXRHOR IN LH AE 16+4.5 AE 16+3.5 AE 16+2.5 *AE 16+1.5 AE 16+0.5
(3/8) EXRH OR IN LH Al 16+4.5 Al 16-3.5 Al 16+2.5 *Al16+1.5 Al 16+0.5
22 EXRH OR IN LH AE 22+4.5 AE 22+3.5 AE 22+2.5 *AE 22+1.5 AE 22+0.5
(1/2) EXRH OR IN LH Al 22+4.5 Al 22+3.5 Al 22425 *Al22+1.5 Al 22+0.5
27 EXRH OR IN LH special AE 27-4.5 AE 27+3.5 AE 27+2.5 *AE 27+15 AE 27+0.5
(5/8) EXRHORIN LH solution Al 27+4.5 Al 27+3.5 Al 27+2.5 *Al27+1.5 Al 27+0.5
22U EXRH OR IN LH AE 22U+4.5 | AE22U+3.5 | AE22U+2.5 | *AE22U+1.5 | AE 22U+0.5
(1/2V) EXRH OR IN LH Al 22U+4.5 Al 22U+3.5 Al22U+2.5 | *Al22U+1.5 | Al22U+0.5
27U EXRH OR IN LH AE 27U+4.5 | AE27U+3.5 | AE27U+2.5 | *AE27U+1.5 | AE 27U+0.5
(5/8U) EXRH OR IN LH Al 27U+4.5 Al 27U+3.5 Al27U+2.5 | *Al27U+1.5 | Al27U+0.5

* Standard anvil supplied with tool

Positive Anvils

Feed Towards the Chuck

+¢ (@)

const. |
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D Thread Turning Method
|— production of right-hand threading production of left-had threading
Q with left-hand holder* with right-hand holder*
L] =)
% ©»
* Change anvil to negative * Change anvil to negative

Anvil Selection

Negative Anvils
Threading helix (lead) angle @ (@) 0°<® (@)=1° 1°<@ (@ )<2° @ (@)=2°
Inclination Angle B -0.5° -1.5°
IC Toolholder Anvil Designation
16 EXRHORIN LH AE 16-0.5 AE 16-1.5 special solution
(3/8) EXRH ORIN LH Al 16-0.5 Al 16-1.5
22 EXRH OR IN LH AE 22-0.5 AE 22-1.5
(1/2) EXRH OR IN LH Al 22-0.5 Al 22-1.5
27 EXRH OR IN LH AE 27-0.5 AE 27-1.5
(5/8) EXRH OR IN LH Al 27-0.5 Al 27-1.5
22U EXRH OR IN LH AE 22U-0.5 AE22U-1.5
(1/2U) EXRH OR IN LH Al 22U-0.5 Al 22U-1.5
27U EXRH OR IN LH AE 27U-0.5 AE 27U-1.5
(5/8V) EXRH OR IN LH Al 27U-0.5 Al 27U-1.5

e EX - anvil for external threading
¢ IN - anvil for internal threading

Negative Anvils

Feed Towards the Tailstock

ISCAR
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Anvil Selection for ABUT Threading Standard Only

The table below defines the recommended insert inclination angle (3) and anvil selection according to helix angle
(v) for single-start threading and according to lead angle (@,) for multi-start threading, depending on the threading
turning method for machining asymmetric threading profile according to ABUT threading standard only.

Threading Turning Method
production of right-hand threading production of left-hand threading
with right-hand holder with left-hand holder
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Anvil Selection

Positive Anvils Negative Anvils
Threading helix (lead) angle @ (@) @ (9)>3.5° 3°<@ (@.)<3.5° 2°<Q (@)<3° 1°<@ (@)s2° 0°<@ (@)=<1°
Inclination angle B 1.5° (std) 0.5 -0.5° -1.5°
IC Toolholder Anvil designation
16 EXRH OR IN LH *AE 16 +1.5 AE 16 +0.5 AE 16 -0.5 AE 16 -1.5
(3/8) EXLH OR IN RH *Al16 +1.5 Al16 +0.5 Al 16 -0.5 Al16-1.5
22 EXRH OR IN LH *AE22 +15 AE 22 +0.5 AE 22 -0.5 AE 22 -1.5
(1/2) EXLH OR IN RH *Al22 +1.5 Al 22 +0.5 Al 22 -0.5 Al22-15
27 EXRH OR IN LH . . *AE27 +1.5 AE 27 +0.5 AE 27 -0.5 AE 27 -15
(5/8) EXLH ORIN RH | SPeclsolution /o7 15 Al 27 +0.5 AI27 0.5 AI27 15
22U EXRH OR IN LH *AE 22U +1.5 AE 22U +0.5 AE 22U -0.5 AE 22U -1.5
(1/2V) EXLH OR IN RH *Al22U +1.5 Al 22U +0.5 Al 22U -0.5 Al 22U -1.5
27U EXRHOR IN LH *AE 27U +1.5 AE 27U +0.5 AE 27U -0.5 AE 27U -1.5
(5/8V) EXLH OR IN RH *Al27U +1.5 Al 27U +0.5 Al 27U -0.5 Al 27U -1.5
* Standard anvil supplied with tool
e EX - anvil for external threading
® N - anvil for internal threading
Positive Anvils Negative Anvils

Feed Towards the Chuck Feed Towards the Tailstock
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D Anvil Selection for SAGE Threading Standard Only

|_ The table below defines the recommended insert inclination angle (3) and anvil selection according to helix angle
(¢) for single-start threading and according to lead angle (®.) for multi-start threading, depending on the thread

D turning method for machining asymmetric threading profile according to SAGE thread standard only.

5 Threading Turning Method

m production of right-hand threading production of left-hand threading

I with right-hand holder with left-hand holder

Anvil Selection

Positive Anvils Negative Anvils
Threading helix (lead) ® (@U)>5.6° | 5°<0 (01)<5.6°| 3°<® (@U)<5° | 2°<® (@1)<3° | 1°<0 (@1)s2° | 0°< (@U)<T°
angle @ (@)
Inclination angle 2.5° 1.5°(std) 0.5° -0.5° -1.5°
IC Toolholder Anvil designation
16 EXRHOR IN LH AE 16 +2.5 *AE 16 +1.5 AE 16 +0.5 AE 16 -0.5 AE 16 -1.5
(3/8) EXRH OR IN LH Al 16 +2.5 *Al 16 +1.5 Al16 +0.5 Al 16 -0.5 Al 16 -1.5
22 EXRHOR IN LH AE 22 +2.5 *AE22 +1.5 AE 22 +0.5 AE 22 -0.5 AE 22 -1.5
(1/2) EXRH OR IN LH Al 22 +2.5 *Al22 +1.5 Al 22 +0.5 Al 22 -0.5 Al 22 -1.5
27 EXRHOR IN LH special solution AE 27 +2.5 *AE 27 +1.5 AE 27 +0.5 AE 27 -0.5 AE 27 -1.5
(5/8) EXRH OR IN LH Al 27 +2.5 *Al27 +1.5 Al 27 +0.5 Al 27 -0.5 Al 27 -1.5
22U EXRHORIN LH AE 22U +2.5 | *AE22U +1.5 | AE 22U +0.5 AE 22U -0.5 AE 22U -1.5
(1/2V) EXRH OR IN LH Al22U+25 | *AI22U+1.5 | Al 22U +0.5 Al 22U -0.5 Al 22U -1.5
27U EXRHORIN LH AE27U +2.5 | *AE27U+1.5 | AE27U +0.5 AE 27U -0.5 AE 27U -1.5
(5/8V) EXRH OR IN LH Al27U +2.5 | *AI27U +1.5 | Al 27U +0.5 Al 27U -0.5 Al 27U -1.5
* Standard anvil supplied with tool
e EX - anvil for external threading
e |N - anvil for internal threading
Positive Anvils Negative Anvils

Feed Towards the Chuck Feed Towards the Tailstock

ISCAR
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Example for Anvil Selection According to the Following Data
e External right-hand thread.
e Threading profile: ISO standard.
e Thread diameters: Major diameter: @20 mm, effective diameter: @18.376 mm.
* No. of starts: 1.
e Pitch: 2.5 mm.
e Holder: SER 2020 K16.
e Insert: 16ER 2.50 ISO 1C908.
¢ Thread Turning Method: Right-hand threading with right hand holder.
Helix Angle Calculation (©°) by Formula Helix Angle Area from the Graph
5040 80
P
@=arctan | /xp
pitch
25 E
@=arctan \ ~r78.376 =
3
0
(p=2.5o Or
When: 0 10 20 diameter [mm]
(0] = helix angle 2°<@=<3°
Dpitch = 18.376 mm
P = 25mm
1 ~ 3.142
Recommendation for an Inclination Angle (8°) According to the Thread
Turning Method Definition and Threading Standard
¢ |nclination Angle (3°) for symmetric profile according to the ISO threading standard for right-hand
threading production with a right-hand holder and obtained helix angle (®).
* Defined inclination angle: 3=2.5 for range of helix angle 2°<®<3°.
Thread Turning Method
production of right-hand threading production of left-hand threading
with right-hand holder with left-hand holder
LH
- ””H“'“h'}””‘“ RRLLLILIRLIIRREREN]
‘ vl LH
RH @ ¥ ——;
oo 1 Of | 4 fmmmmn -
‘ ff !
Anvil Selection
Threading helix (lead) angle @ (@) @ (@L)=25° | 4°<@ (@L)<5° | 3°<@ (@ )=<4° | 2°<@ ((pL)s3° 1°<@ (@)<2° | 0°<@ (PL)<1°
Inclination Angle 4.5° 3.5° 2.5° 1.5° (std) 0.5°

Member IMC Group
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USER GUIDE

¢ Defined anvils for Inclination Angle: 3=2.5°.

Recommendation for a Suitable Anvil According to the Insert Size and Type of Toolholder
e Suitable anvil for external or internal toolholder depending on the insert size and considering the obtained Inclination Angle (3°) .

Thread Turning Method

production of right-hand threading
with right-hand holder

CTREEIERIRTRRFFRRE
= TRy

production of left-hand threading
with left-hand holder

e 2
,aL ——— C)r r it T
‘\
W )H‘HH'))
Anvil Selection
Threading helix (lead) angle @ (@) @ (@L)=5° | 4°=@ (@L)<5° | 3°<@ (@)=<4° | 2°<@ (PL)<3° | 1°<@ (@)<2° | 0°<@ (P )<1°
Inclination Angle 4.5° 3.5° 2.5° 1.5° (std) 0.5°
I(d) Toolholder Anvil Designation
16 EXRH OR IN LH AE 16+4.5 AE 16+3.5 AE 16+2.5 *AE 16+1.5 AE 16+0.5
(3/8) EXRH OR IN LH Al 16+4.5 Al 16-3.5 Al 16+2.5 *Al16+1.5 Al 16+0.5
22 EXRH OR IN LH AE 22+4.5 AE 22+3.5 AE 22+2.5 *AE 22+1.5 AE 22+0.5
(1/2) EXRH OR IN LH Al 22+4.5 Al 22+3.5 Al 22+42.5 * Al 22+1.5 Al 22+0.5
27 EXRH OR IN LH special AE 27-4.5 AE 27+3.5 AE 27+2.5 *AE 27+1.5 AE 27+0.5
(5/8) EXRH OR IN LH solution Al 27+4.5 Al 27+3.5 Al 27+2.5 *AI27+1.5 Al 27+0.5
22U EXRH OR IN LH AE 22U+4.5 | AE22U+3.5 | AE22U+2.5 | * AE 22U+1.5| AE 22U+0.5
(1/2U) EXRH OR IN LH Al22U+4.5 | Al22U+3.5 | Al22U+2.5 | *Al22U+1.5 | Al 22U+0.5
27U EXRH OR IN LH AE 27U+4.5 | AE27U+3.5 | AE27U+2.5 | *AE27U+1.5 | AE27U+0.5
(5/8U) EXRH OR IN LH Al 27U+4.5 Al 27U+3.5 Al 27U+2.5 | *Al27U+1.5 | Al 27U+0.5

Positive Anvils

Feed Towards the Chuck

+¢ (@)

const. |
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Tools Carrying Laydown Inserts

Solution for External and Internal Threading

The ISCAR threading family includes 5 types of tools for the production of external
threading and 4 types of tools for the production of internal threading.

All tools belong to the ISCAR threading family and are suitable for mounting laydown inserts.
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ISCAR Threading Tools for External Threading

SER/L
square shank tools

SER/L-JHP
tools with high pressure coolant system

SER-D
drophead tools

C#-SER/L
tools with CAMFIX Shanks for
polygonal taper Interface

ISCAR Threading Tools for Internal Threading

SER/L-JHP-MC
tools with bottom fed high
pressure Coolant System

C#-SIR/L
shanks for polygonal
taper interface

SIR/L
internal threading bars

E-SIR-HEAD
interchangeable threading heads

ISCAR




USER GUIDE (D
Description of ISCAR Threading Tools According to the Template Below D
(s ] [e] [ [« ] [w®] [ ~
1 2 3 4 5 6 7 0
|1_|Clamping System |§|Insert Size H:J
S — screw clamping I
|£|Application I_
E — external
I — internal
| (mm) d
|§|Hand of Tool 06 5/30"
R — right-hand 08 3/16"
L — left-hand 08U 3/16"
{ 11 1/4"
16 3/8"
22 1/2"
22U 1/2"
27 5/8"
i 2y 58
|1|0ptiona| Specifications
U — foru-type inserts
B  — bore for coolant
|4 |External Toolholders C — carbide shank
Shank: hxb 2020 O — offsetstyle
20x20 mm (0750-.75"x.75") D — drophead
G — gang tool
|§|Too| Length SP — speci
D — 60mm 2.5"
F— 80mm 3.25" © Optional Prefix
H — 100 mm 4.0"
\ C - Chamfix Shank exchangeable
K- — T125mm 50 — | HSK adaptation system
L — 140mm 5.5"
KM
M — 150 mm 6.0"
P — 170mm 7.0"
R — 200 mm 8.0"
S — 250mm 10.0"
T — 300mm 12.0"
U — 350mm 14.0"
V. — 400 mm 16.0"
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Square Shank Tools Suitable for External Threading

USER GUIDE

Threading square shank tools are designed according

to the ISO standard. These are simple tools suitable

for all types of lathe machines and do not have coolant
channels. The coolant should be supplied from the turret.

Basic Dimensions of Square Shank Tools
DS G-Type

wr \@ !

B

T —

-
%%
L >

.

- LF
HF — functional height
H — shank height
B — shank width
WF  — functional width
LF — functional length

Main Advantage
Suitable for all types of lathe machines.

Tools with High Pressure Coolant Systems Suitable for External Threading

Threading tools with high pressure coolant systems (high
pressure coolant is described in chapter 2.13) consist of a
square shank according to the ISO standard and a unique
cooling system (JHP) designed and patented by ISCAR.

The JHP system is composed of a static housing
and telescopic tube to direct the coolant exactly to
the cutting edge of the insert. The telescopic tube

is embedded in the housing skews - right and left
according to the working direction of the tool (see
drawing below). The advantage of this system is that
there is no need to detach the housing of the tool
when changing an insert. This reduces setup time.

The use of high pressure coolant is growing as
manufacturers are looking for ways to reduce
cutting time, improve machining process
reliability and achieve longer tool life.

ISCAR's JHP tools provide all these advantages. Shorter
chips are easily managed and do not tangle around the
work piece or machine parts, and therefore, there is no
need to stop the process frequently. With conventional
cooling, the chips usually prevent the coolant from
reaching the insert rake face in the cutting zone. The
coolant stream of the JHP tools is directed precisely
between the insert rake face and the flowing chips. This
results in longer tool life and a much more reliable process.

Changing or mounting inserts is done by pressing the
telescopic tube in a backward direction.

After indexing the insert cutting edge, starting the coolant
will extract the tube automatically to its operating position.

ISCAR
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Insert Indexing Procedue

LH — head length

HF — functional height
H — shank height

B — B -shank width
WF — functional width
LF — functional length

Main Advantages

Reduces cutting time.

Provides longer tool life of cutting edge.

Very effective cooling down of the cutting edge, reducing sensitivity to heat fluctuations.
Enables better chip evacuation.

ensure maximum coolant
in cutting area

Member IMC Group
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Tools with Bottom Fed High Pressure Coolant Systems Suitable for External Threading

VDI DIN69880 is the most popular quick change
adaptation system for CNC turning machines with
disc-type turrets. This standard holder adaptation
serves mainly stationary turning tools.

VDI DIN69880 Characteristics

e Fasy and fast setup.

High stiffness, thanks to straight shank

and flange face contact.

Rigid design due to a serrated clamping system.
High accuracy and center height repeatability.

Compact and light design.
Note: the shank lengths of the tools with bottom fed high Efficient coolant supply internally through the

pressure coolant systems are shorter than the lengths of tool and externally through the flange.
equivalent standard tools - adjusted to the VDI Toolholders.
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Multi-connection JHP-MC line for VDI toolholders

Tools with bottom fed high pressure coolant systems with a bottom fed coolant system to ensure

belong to the Multi-Connection JHP-MC line and are maximum coolant in the cutting area.

suitable for mounting on VDI DIN69880 Toolholders.

Basic Dimensions of Threading Tools with
Bottom Fed High Pressure Coolant Systems

A
H
|
i
B
L]
LH — head length
F  — shank height
B — shank width
The tools include a bottom coolant inlet hole and the WF — functional width
VDI JHP-MC Toolholders feature a long coolant outlet LF — functional length
slot that enables adjustment of the tool's overhang.
Max. tool overhang Min. tool overhang Main Advantages

e Reduce cutting time.

e Provide longer tool life of cutting edge.

* Very effective cooling down of the cutting edge,
reducing sensitivity to heat fluctuations.

e Enable better chip evacuation.

ISCAR




Drophead Tools Suitable for External Threading

USER GUIDE

Drophead tools are designed to be held in an
upside-down position, keeping the height of the
cutting edge at the same level as regular tools
without having to change the clamping in the turret
and allowing machining close to the tail stock.

In many operations, it is beneficial to use

the drophead in an upside-down position to

help remove chips more effectively.

Basic Dimensions of Drophead Tools

i i

HF H

v i
LH

-5
B

LF——

LH — head length
HF — functional height
H — shank height
B — shankwidth
WF — functional width
LF — functional length

Main Advantages

* Allows machining close to the tail stock.
¢ Allows upside-down threading production.

Tools with CAMFIX Shanks

For Polygonal Taper Interface Solution
for External and Internal Threading

Tool for External Threading | Tool for Internal Threading

External and internal threading tools with CAMFIX
shanks for polygonal taper interface (ISO 26623-1
standard) enable quick change and reduce setup time
- most important for mass production industries. These
threading tools feature coolant channels for efficient
flushing of heat and chips from the cutting edges.

Polygonal Design-Self Centering
face contact  tapered
0.002 mm contact
center height
repeatability

hiidity
The CAMFIX system features high accuracy,
excellent rigidity against bending forces, stability

and high torque transfer. This is achieved due
to the polygonal cone and face contact.

Multi-connection JHP-MC line for VDI toolholders
with a bottom fed coolant system to ensure
maximum coolant in the cutting area.
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USER GUIDE

Basic Dimensions of Threading Tools with CAMFIX Shanks for Polygonal Taper Interface

Tool for Internal Threading

Tool for External Threading

Y

=| Wm DMIN

Ll

L5
s
'@ |
|
= ‘ =

LU
LF

= m

4
— 1t DCONMS

L2

i 4

o

==
o

—

LU — usable length

DCONMS — connection diameter of machine side
WF — functional width

LF — functional length

Main Advantages

Reduces cutting time.

Provides longer tool life of cutting edge.

Very effective cooling down of the cutting edge,
reducing sensitivity to heat fluctuations.
Enables better chip evacuation.

Bar Shank Type Holder Suitable for Internal Threading

Bar shank type holders for the production of internal
threading are designed according to the ISO standard.
These are simple tools suitable for all types of lathe

These types of tools are available with
and without coolant channels.

machines and can be produced from steel or solid carbide.

Basic Dimensions of Bar Shank Type
Holders with Coolant Channels

Coolant Holes

o DCO:NMS
DMIN — minimum bore diameter
DCONMS — connection diameter of machine side
BDRED — body diameter reduced
LDRED — reduced body diameter length
WF — functional width
LF — functional length

Main Advantage
Suitable for all types of lathe machines.

ISCAR
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Interchangeable Heads for Internal Threading

Interchangeable heads can carry laydown inserts and are mounted on solid carbide shanks. These heads are available
with internal coolant and are suitable for the production of internal threading. Solid carbide shanks are used for
economical boring with various interchangeable heads for internal threading, internal grooving, and internal turning.

©)
<
pd
o
i
|_
)
<L
LL
o
T
I_

Internal Grooving Internal Threading
_( = & r— —

CE e

Interchangeable heads - economical and diverse solution.

Internal Turning

@/, - v

Basic Dimensions of Interchangeable Heads with Coolant Channels

- LH—= DMIN

HFB "

i ] = e
s %}% (;/u//: % V@m ONMS

T
DMIN — minimum bore diameter /
DCONMS — connection diameter of machine side

H — shank height

LH — head length

GAMP — rake angle axial

GAMF — rake angle radial

WF — functional width

LF — functional length

HFB — functional height

Main Advantages

e One shank can carry various interchangeable heads.
e Available with internal coolant.
e Economical solution.

Member IMC Group
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PENTACUT Threading Insert with 5 Cutting Edges for External Threading

PENTA is an all ground insert where each cutting edge on
the pentagonal shaped insert is equipped with a unique
chipformer that provides excellent chip control, short and
easily exposed chips, high accuracy and surface quality.
The insert is tangentially mounted on a side of the holder,
positioned against two peripheral contact surfaces to
ensure accuracy of the center height. Clamping of the
insert is by a side torx screw. The torx screw can be
activated from either side of the holder to enable insert
indexing (rotation) without having to remove the holder from
the machine turret, i.e. easy and fast edge indexing from
either side of the holder. In case of edge breakage, the tool
will survive, and other cutting corners still can be used.

The PENTACUT line offers solutions for partial profiles
and full profiles for most popular standards and is
suitable for the production of external threading Iscar
producing also special solutions for internal applications.
The PENTA insert has a strong design and, combined
with a very rigid clamping system, enables threading

at very high machining parameters. This insert can

be used for threading between walls to enable

complete part production on bar feeder machines.
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PENTACUT offers a very stable and economical solution.

Basic Dimensions of PENTACUT Inserts Main Advantages

Metric Inch e Suitable for work next to shoulder.

e Suitable for threading production between
the walls in narrow grooves.

e Economical solution in calculating
insert cost per cutting edges.

* Rigid clamping system.
e Easy and fast insert mounting and cutting edge indexing.
¢ No setup needed after each insert indexing.
e Easy handling of insert.
Notes
e Standard inserts are intended for
IC — inscribe circle diameter symmetrical thread profiles.
w — width e Consider chip evacuation when working in
CW — insert width big diameters, @200 mm and more.
RE — comer radius y
A — angle of cutting edge

ISCAR
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O
Z
Description of PENTACUT Inserts According to the Template Below Z
. -
2":‘0":2 [PENTA | [ 24 |-/ MT |-[0.05| | Icoos | E‘:(')'ﬁle |PENTA | | 24 |-[1.25]-[1s0| | Ic908 | D
1 2 3 4 1 2 3 4 —
|1_||nscr|be Circle Diameter (IC) |1_|Inscr|be Circle Diameter (IC) <E
LLI
as
T
—

|£|Angle of Cutting Edge (A)
WT — 55° value by number:
MT — 60° 0.5-2.0mm, 14 - 28 TPI

|3|Threading Standard

|§|Corner Radius (RE)

ISO — ISO metric

UN — american UN

w —  whitworth

BSPT — british BSPT

|i|Grade NPT — national pipe threading
IC908
|4)|Grade
1C908

Member IMC Group
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USER GUIDE

PENTACUT Tools for External Threading

PENTACUT Tools for External Threading

The PENTACUT family is a combination of a very rigid clamping system and a strong insert design to enable
machining at very high machining parameters. The PENTACUT family includes 6 types of tools for the production
of external threading. All tools belong to the PENTACUT family and are suitable for mounting PENTA inserts

with 5 cutting edges. All tools for PENTA inserts are designed for easy and fast edge indexing from either side

of the holder. In case of edge breakage, the tool will survive and other cutting corners may still be used.

PCHR/L-24
square shank tools

PCHR/L-24-JHP
tools with high pressure
coolant system

PCHR/L-24-JHP-MC
tools with bottom fed high
pressure coolant system

%

2l
0, ’

I . 4 (/\/ C Y
f’*'_:..e'-;; 4 \;EL‘.’J

PCADR/L-JHP
interchangeable adapters with internal
channels for high pressure coolant

Description of PENTACUT Tools
for External Threading

PCADR/L

interchangeable adapters without

PCHBR/L
double-ended blades

internal coolant channels

Description of PENTACUT Interchangeable
Adapters for External Threading

|g|Shank Dimensions

|§|Inscribe Circle Diameter (IC)

l4]uHP
with high pressure coolant channels

I5]mMc

suitable for VDI adaptation system

| PCHR | | 20 |- 24 |-|uHP|-| mC | lpc || A || L | | 24 |-| oHp |
1 2 3 4 5 1 2 3 4 5
|1 JHand of Tool [1]insert Type
PCHR — right-hand PC - PENTACUT family
PCHL — left-hand

@Tool Type
AD - interchangeable adapters

|§|Hand of Tool
R — right-hand
L — left-hand

|i|lnscribe Circle Diameter (IC)

|5)uHP

with high pressure coolant channels

ISCAR
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Description of PENTACUT Blades for External Threading

[porer | [ J-[ 2 |[ & ]
1 2 3 4
|1 |Blade Prism Direction |3Inscribe Circle Diameter (IC)

‘ 1 Il |
l— ‘ left pocket

Square Shank Tools for External Threading

These are simple tools suitable for all types of lathe Basic Dimensions of Square
machines and are not equipped with coolant channels. Shank Threading Tools
The coolant should be supplied from the turret. OAL
- HBH Y
& i
y = HBLI=1
o <CDX
A E
4
HF — functional height
H — shank height
B — shank width
WF — functional width
OAL — overall length
HBL — head bottom length
HBH — head bottom height
CDX — insert overhang

Main Advantage
Suitable for all types of lathe machines.

Member IMC Group
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USER GUIDE

Tools with High Pressure Coolant System for External Threading

L
W £
T

- -

o -
=

e,
f. /=

A

/- 0 8-23

Threading square shank tools are designed to carry Basic Dimensions of Threading Tools
the PENTA inserts and feature coolant channels for with High Pressure Coolant System
the use of high-pressure coolant. 5 corner indexing

can be performed by only a partial opening of the ‘H_HH OAL

clamping screw, so the indexing action is short
and easy and no setup operation is required. i

These tools are suitable for all types of lathe machines. - L

L]
H
T}

Maximum coolant in cutting area.

Note: hi , OAL — overall length
ote: high pressure coolant is
described in chapter page 85. LH — head length
HF — functional height
HBL — head bottom length
HBH — head bottom height
H — shank height
B — shank width
WF — functional width
CNT — coolant entry threading size

Main Advantages

Suitable for all types of lathe machines.
Internal coolant.

Reduces cutting time.

Provides longer tool life of cutting edge.
Enables better chip evacuation.

ISCAR
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Tools with Bottom Fed High Pressure Coolant Systems for External Threading

VDI DIN69880 is the most popular quick change
adaptation system for CNC turning machines with
disc-type turrets. This standard holder adaptation
serves mainly stationary turning tools.

VDI DIN69880 Characteristics

e Easy and fast setup.

High stiffness, thanks to straight shank

and flange face contact.

Rigid design due to a serrated clamping system.
High accuracy and center height repeatability.
Compact and light design.

Efficient coolant supply internally through the
tool and externally through the flange.
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Note: the shank lengths of the tools with bottom fed high

pressure coolant systems are shorter than the lengths of Multi-connection JHP-MC line for VDI toolholders
equivalent standard tools - adjusted to the VDI Toolholders. with a bottom fed coolant system ensures

maximum coolant in the cutting area.
Tools with bottom fed high pressure coolant systems
belong to the Multi-Connection JHP-MC line and are Bas|c Dlmens|ons of Threadlng Tools Wlth a
suitable for mounting on VDI DIN69880 Toolholders. Bottom Fed High Pressure Coolant System

Coolant outlets

oz

=

Coolant inle

o]

OAL — overall length

LH — head length

HF — functional height

H — shank height

B — shank width

WF — functional width
The tools include a bottom coolant inlet hole and the CDX — insert overhang

VDI JHP-MC Toolholders feature a long coolant outlet

slot that enables adjustment of the tool's overhang. Main Advantages

® Reduces cutting time.

¢ Provides longer tool life of cutting edge.

e Very effective cooling down of the cutting edge,
reducing sensitivity to heat fluctuations.

e Enables better chip evacuation.

Max. tool overhang Min. tool overhang

Member IMC Group
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Interchangeable Adapters for External Threading

Interchangeable Adapters
with Internal Coolant
Channels

Interchangeable Adapters
without Internal
Coolant Channels

] basn
f—a}: f‘" p

&!_}J* 4 ey |

Interchangeable adapters can carry PENTA inserts

with 5 threading corners for the production of external
threading and can be mounted on different holders. These
adapters are available with internal channels for high
pressure coolant or without internal coolant channels.
There are many types of holders that are suitable to

carry these adapters when the holders differ in their
adaptation and designation. These tools are suitable for
various interchangeable adapters for external threading,
external grooving, external parting and external turning.

Interchangeable adapters - an economical
and diverse solution.

Basic Dimensions for Interchangeable Adapters

MAHR ...-JHP
R.H. Holder
WF(assembly) MAHPL ...-JHP
L.H. Holder *‘ OHX ‘* ;
1 L

OHX / i
WF(assembly) 1

l ‘ \\’1‘ :* —1‘
ot IrOm Mﬂ% i |
apter)

,,,,]:‘L,

WF2 M fwr2 WB_2
WF(adapter) ~ LR-H. Adapter R.H. Adapter

OAW

WEF (assembly)=WF (R.H. holder)+WF (R.H adapter)
WEF (assembly)=WF (L.H. holder)+WF2 (R.H. adapter)

‘¢

OAW __  overall width
OAH __  overall height
OAL __ overall length
HF _ functional height
WF __ functional width
WB — body width

Main Advantages

One holder can carry various interchangeable adapters.
Available with internal channels for high pressure coolant.
Economical solution.

Reduces cutting time.

Provides longer tool life of cutting edge.

Very effective cooling down of the cutting edge,

reducing sensitivity to heat fluctuations.

e Enables better chip evacuation.

BLADE for External Threading

The PENTACUT family includes a blade for large
overhang applications. PENTACUT blades are double-
ended and suitable for machines that can use standard
blocks for blades. The blades offer a preferred solution
for external threading production between the walls

in narrow grooves. If the blade's insert pocket is
damaged, the other side of blade may still be used.

Basic Dimensions of the Blade

T

— T —»

‘¢ > — OAL !

WB_2 WF

OAL _  overall length
HF _ functional height
H _ blade height
WF _ functional width
WB-2 _  blade width

Main Advantages

Suitable for all types of lathe machines.

Suitable for large overhang applications.

Suitable for work next to shoulder.

Suitable for threading production between

the walls in narrow grooves.

Economical double-ended blade solution.

Rigid clamping system.

Easy and fast insert mounting and cutting edge indexing.
No setup needed after each insert indexing.

ISCAR
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SWISSCUT System for Swiss-Type Lathe Inserts for External Threading

The SWISSCUT line is designed for Swiss-type lathes
controlled by CNC and for Swiss-type automatics (known
also as screw-type machines). The unique SWISSCUT
line is characterized by ergonomic insert clamping and
simple handling. This system is an important element
for the high precision Swiss-type machine industry.
The insert included in this line has two cutting edges
and all ground. The SWISSCUT line includes two
types of blades - the difference between them is the
insert protrusion from the tool. The SWISSCUT line
offers a solution for partial profiles and full profiles and
is suitable for the production of external threading.

SWISSCUT - a user-friendly system
for swiss-type lathes.

Basic Dimensions of SWISSCUT Inserts

-~ L

A\ [e1

L — insert length

H — insert height

w — insert width

A — angle of cutting edge

PDX — the distance between the insert and the crest radius
RE — corner radius

Main Advantages

e Designed for Swiss-type lathes.
e Suitable for work next to shoulder.

Suitable for threading production between

the walls in narrow grooves.

Easy and fast insert mounting and cutting edge indexing.
No setup needed after each insert indexing.

Easy handling of insert.

Precise geometry and excellent surface finish.

Notes

Standard inserts are intended for
symmetrical thread profiles.
Without a chipformer.

Member IMC Group
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Description of SWISSCUT Inserts According to the Template Below

USER GUIDE

Partial [SCIL| | 22 |- MT || R | [007 | |ic1008|
Profile 1 2 3 4 5 6

5] [22)- o] []-
2 4

Profile 4 3

5] [150] oo

5

6

7

1 ]Insert Clamp Direction

SCIR — right-hand
SCIL  — left-hand

1 ]Insert Clamp Direction

SCIR — right-hand
SCIL — left-hand

|g|lnsert Length (mm)

‘47 L —_—

|£|Insert Length (mm)

‘47 L —

|Q|Angle of Cutting Edge (A)
MT — 60°

|§|Angle of Cutting Edge (A)
MT — 60°

|4 |Placement of Cutting Edge
R — right-side
L — left-side

|4 |Placement of Cutting Edge
R — right-side
L — left-side

|6]|Grade
IC1008

|6 |Threading Standard
ISO — IS0 metric

|1|Grade
IC1008

ISCAR
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SWISSCUT System for Swiss-Type Lathe Tools for External Threading

The compact SWISSCUT toolholder provides easy and
accurate indexing of the insert.

The very stable, tangentially clamped insert can be indexed
without removing the screw and without removing the
toolholder from the machine turret. In addition, clamping
and releasing the insert can be accomplished from either
side of the toolholder. Bottom and rear prisms provide

high stability and precision when turning in alternating
directions or where relatively high loads are applied.

The back clamping option of the SWISSCUT enables the
user to clamp the insert in the holder from the opposite
side of the insert. This B-Type (back) clamping style is
enabled by using an insert with thread bushing.

The insert is clamped by a screw that pulls the insert into
the pocket by thread bushing.

An O-ring mounted on the screw prevents the screw from
falling out of the pocket while the insert is being replaced.
The same tool and insert can be used in both clamping
directions. The clamping design uses a special screw that
can be accessed and operated from both sides of the tool.

The SWISSCUT system is a part of ISCAR's tools
for Swiss-type machines and small lathes.

* The unique rigid tool design with small insert overhang
provides excellent economical results especially for
finishing and precision machining of small parts.

e The SWISSCUT family provides a good solution
for practically any miniature part application.

SWISSCUT Tools for External Threading

N
“

SCHR/L-22BF SCHR/L-41BF
square shank tools with back
and front clamping for swiss-type

and automatic machines

(o8] [10] - [22] - [eF] - []
1 2 3 4 5 6

square shank tools with back
and front clamping for swiss-
type and automatic machines

Description of SWISSCUT Tools for External Threading

SCHR/L-22BF-JHP
tools with high pressure coolant channels
for swiss-type and automatic machines

[1]Hand of Tool
SCHR — right-side
SCHL — left-side

|g|Shank Height
v Ang

|3]shank width

|i|lnsert Length (mm)

|5|Clamping Side

BF — possibility for back and front clamping

|6JuHP

i | =

with high pressure coolant channels

Member IMC Group
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Square Shank Tools for External Threading

USER GUIDE

J>

These square shank tools with back and front
clamping are designed for Swiss-type lathes and
also can be used on all types of lathe machines.
They are not fitted with coolant channels.

Basic Dimensions of Square Shank Tools

HBHY . HBL—J

OAL |

- T

%
il =
‘ OAL

NEO) ;
¥
= K

HF — functional height
H — shank height
B — shank width

OAL — overall length
HBL — head bottom length
HBH — bottom height
CDX — insert overhang

Main Advantages

e Suitable for all types of lathe machines.
¢ No need to remove a clamping screw for replace insert.

Tools with High Pressure Coolant System for External Threading

These threading square shank tools are designed to carry
SCIR/SCIL inserts and feature coolant channels designed
also for the use of high-pressure coolant. The high
pressure coolant channels (JHP) are pinpointed directly
to the cutting edge. Many modern Swiss-type machines
are equipped with high pressure pumps and these tools
will enable better performance on these machines.

These tools are suitable for all types of lathe machines.

Note: high pressure Coolant is described in chapter 2.13

Ensure maximum coolant in the cutting area.

Basic Dimensions of Threading Tools
with High Pressure Coolant System

OAL:

- LH
ﬂ%5 mm (:217")

>
| T

- UNF 5/16-24 typx3

k\%o mm (1.97%)= ‘
le——70 mm (2.76") —=

OAL — overall length

CWN-CWX

b
i
|
4
b
|00 =

LH — headlength
H — shank height
B — shank width

Main Advantages

Suitable for all types of lathe machines.
Internal coolant.

Reduces cutting time.

Provides longer tool life of cutting edge.
Enables better chip evacuation.
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CUT-GRIP Inserts for External and Internal Threading

The CUT-GRIP line includes double-ended inserts for the
production of external threading and internal threading.

CUT-GRIP is a stable and very rigid system.

CUT-GRIP Line for External Threading

The TIP insert offers a solution for machining
external threading. This is a peripheral ground
insert available with a pressed chipformer and
with a flat top rake (without chipformer).

TIP Double-Ended Peripheral Ground

Insert with a Pressed Chipformer

Provides superior chip control and excellent performance
when working with a large variety of workpiece materials.
These types of inserts are available for partial profiles and
full profiles in the most popular threading standards.

Description of the TIP Insert with a Pressed
Chipformer According to the Template Below

protie LT I:IITI-IO-:OI |'°2°8|

11 |insert Width (CW)

|2]Angle of Cutting Edge (A)
MT — 60°
WT — 55°

|3]Corner Radius (RE)

|4]|Grade
IC08, 1C908

] [7] [35]-[m] [om]
1 2 3 4

Profile

|1 |Width of Cutting Edge (CW)

|2]Pitch
value by number:
0.5-2.0mm
14 - 28 TPI

|1|Threading Standard
ISO — ISO metric
UN — american UN
W  — whitworth
BSW — british BSPT
NPT — national pipe threading

|4]|Grade
IC08, 1C908

Member IMC Group
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TIP Double-Ended Peripheral Ground Insert
with a Flat Top Rake (without Chipformer)

Designed for threading on short chipping materials such as
brass and cast iron. The use of the flat top rake inserts on
these materials results in improved surface quality and less
chatter, compared to inserts with a chipformer.

As a result, cutting speeds can be increased.

The following picture shows the excellent

surface quality obtained by using a TIP.... A-Type

insert on a brass workpiece. These types of

inserts are available for partial profile.

CUT-GRIP Line for Internal Threading

GEPI and TIPI inserts offer solutions for machining internal
threading. They are peripheral ground inserts with a
pressed chipformer. Both types of inserts are available

for partial profiles with 55° and 60° angle of cutting edge.

e GEPI inserts are suitable for minimum bore
diameter of 12.5 mm (0.492 inches).

e TIPI inserts are suitable for minimum bore
diameter of 20 mm (0.787 inches).

Description of GEPI Inserts According
to the Template Below

|2|Angle of Cutting Edge (A)
MT _ go°

|1|Corner Radius (RE)

RE

|i|Grade
1C908

[25]-[mr ] [005]  [icoos]
1 2 3 4
|1 |Width of Cutting Edge (CW)
Brass Cast iron
|£|Angle of Cutting Edge (A)
MT —60°, WT —55°
|3|Corner Radius (RE)
Description of TIP with a Flat Top Rake i
(without Chipformer) According §E>
to the Template Below
[t [ 2 ]-[ A ] [mr]-[oos] [ 1coos | [4]Grade
1 2 3 4 1C08, 1C908
: - Description of TIPI Inserts According
|1_|Wldth of Cuttlnvg Edge (CW) to the Template Below
W [34] [wr]-[o10]  [icoos]
1 2 3 4

|1 |width of Cutting Edge (CW)

|2]Angle of Cutting Edge (A)

MT —60°, WT —55°

|3]Corner Radius (RE)

|i|Grade
IC08, 1C908

ISCAR
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56 e oW
RE i

(a) (a)
£.001 {Ty=-097 Ref. "y 001 697 Ref.
TIP_A-MT  TIP _MT
L & 1
55° <<= >CW B0 ==
RE

RE

USER GUIDE (D

Basic Dimensions of CUT-GRIP Inserts Z
TIP with pressed chipformer TIP with a flat top rake (without chipformer) D)

+0.025 {T=17.7 Ref."T 10,005 17.7 Ref.® —

0 TIP_A-MT TIP_MT <QE

LL]

\/

GEPI

+0.025 10 Ref.
[ ]

+.001

L — insert length
CW — insert width
A — angle of cutting edge
RE — comer radius

Main Advantages

Suitable for work next to shoulder.

Suitable for threading production between the walls in narrow grooves.
Easy and fast insert mounting and cutting edge indexing.

No setup needed after each insert indexing.

Easy handling of inserts.

Proven and reliable solution.

Note
e Standard inserts are intended for symmetrical thread profiles.

Member IMC Group
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USER GUIDE

CUT-GRIP Tools for External and Internal Threading

The CUT-GRIP family includes 14 types of tools for the production of external threading and 2 types of tools for the production
of internal threading. All tools belong to the CUT-GRIP family and are suitable for mounting on all types of CUT-GRIP inserts.

CUT-GRIP is a stable and very rigid system.

CUT-GRIP Tools for External Threading

"\
GHMR/L GHDR/L GHGR/L GHMPR/L
square shank tools (short pocket) square shank tools perpendicular square shank tools

square shank tools

y o e J ‘
\ \I a
GHDR/L-JHP GHDR/L-JHP-MC CGHN-S CGPAD
(short pocket) tools with high (short pocket) tools with bottom  interchangeable adapters without  interchangeable adapters without
pressure coolant system fed high pressure coolant system internal coolant Channels internal coolant channels

CGPAD-JHP CGHN-DG CGHN-D C#-GHDR/L
interchangeable adapters double-ended blades with double-ended blades tools with CAMFIX shanks
with internal channels for self-clamped inserts for polygonal taper interface

high pressure coolant

C : = {
\ ‘0
GHSR/L GHSR/L-JHP-SL
tools for swiss-type lathes. tools for swiss-type lathes.
top lock without internal side lock with internal
coolant channels coolant channels

CUT-GRIP Tools for Internal Threading

8 e

>

¢ & s

GEHIR/L GEHIR/L-SC GHIR/L GHIR/L-SC E-GEHIR / E-GHIR
internal machining bars internal machining solid internal machining bars internal machining solid interchangeable heads for
with coolant holes for carbide bars with coolant  with coolant holes for carbide bars with coolant ~ GEPI...inserts
GEPI...inserts holes for GEPI...inserts TIPI...inserts holes for TIPL...inserts

ISCAR
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Square Shank Tools for External Threading

- \@® | C
¥y |V | 2

s

These simple tools are suitable for all types of lathe machines and come without coolant channels.
The coolant should be supplied from the turret. There are 4 types of square shank tools
available, with the difference between each being the possible depth of cut.
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Basic Dimensions of Square Shank Threading Tools:

L H-»
;‘ LH ‘¢ /'7\\CUT‘D|A
v L ¥
HF @ ] H ﬁ HF\(\/ g ' H ﬂ
} " iHBH b T lwe Yo T RHBH A wB, |
~—OAL—— l«—— OAL——»
; . CWN-CWX
CDX v L L]
WFy == \;:]Zb B we @) | &
I i

|

CWN-CWX

L OAL -
) {
©
Ny B
OWX T opx !
HBH  — head bottom height
HF — functional height
H — shank height
B — shank width
WF — functional width
wB — seat width oal - overall length
LH — head length
CDX — insert overhang

CUTDIA — minimum diameter of work piece

Main Advantages
e Suitable for all types of lathe machines.

Member IMC Group
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USER GUIDE
Tools with High Pressure Coolant System for External Threading
Threading square shank tools designed to carry the Basic Dimensions of Threading Tools
CUT-GRIP inserts and featuring coolant channels with High Pressure Coolant System
designed also for the use of high-pressure coolant. . LHe»
These tools are suitable for all types of lathe machines. p :
( A
. ;
L LG1E-28pe@ TN
OAL
CDX
T T i
y We CWN-CwX :.bﬁ B
= 2 L]

20 mm shank tools
, (3 inlet ports)

OAL — overall length

) ) ) LH — head length
moctﬁag'tg? g;gzss“z%o'ggt 's described HF  — functional height
T H — shank height
. . . B — shank width
Ensure maximum coolant in cutting area. WF  — functional width
WB — seatwidth

CDX — insert overhang

Main Advantages

Suitable for all types of lathe machines.

Internal coolant.

Reduces cutting time.

Provides longer tool life of cutting edge.

Provides excellent chip breaking results on all materials.
Enables better chip evacuation.

Tools with Bottom Fed High Pressure Coolant Systems for External Threading

f
I
The tools include a bottom coolant inlet hole and the
\ . VDI JHP-MC Toolholders feature a long coolant outlet
slot that enables adjustment of the tool's overhang.

Max. tool overhang Min. tool overhang

Note: the shank lengths of the tools with bottom fed high
pressure coolant systems are shorter than the lengths of
equivalent standard tools - adjusted to the VDI Toolholders.

Tools with bottom fed high pressure coolant systems
belong to the multi-connection JHP-MC line and are
suitable for mounting on VDI DIN69880 Toolholders.

ISCAR
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VDI DIN69880 is the most popular quick change
adaptation system for CNC turning machines with

and flange face contact.

tool and externally through the flange

Multi-Connection JHP-MC line for VDI
toolholders with a bottom fed coolant system
ensure maximum coolant in the cutting area.

Basic Dimensions of Threading Tools
with High Pressure Coolant System

disc-type turrets. This standard holder adaptation OAL -~ A ﬂ
serves mainly stationary turning tools. =
s
" Coolant inl
VDI DIN69880 Characteristics e
e Easy and fast setup. fo I m @ wF
* High stiffness, thanks to straight shank CDX, | L

OAL — overall length

¢ Rigid design due to a serrated clamping system.

e High accuracy and center height repeatability. LH  — head length
» Compact and light design. H  — shank height
e Efficient coolant supply internally through the B  — shank width

WB — seatwidth
WF — functional width
CDX — insert overhang

Main Advantages
Reduces cutting time.

* Provides longer tool life of cutting edge.

Very effective cooling down of the cutting edge,
reducing sensitivity to heat fluctuations.
Enables better chip evacuation.

Interchangeable Adapters for External Threading

Single-Ended Single-Ended

Interchangeable

Interchangeable Adapters

Basic Dimensions of Interchangeable
Adapters with Internal Coolant Channels
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Adapters without Internal with Internal Channels for ]
Coolant Channels High Pressure Coolant WF(honder)g

d v

# &«  ’ ‘—m

J/(f
‘ |

Interchangeable adapters can carry CUT-GRIP inserts
with 2 threading corners for the production of external
threading mounted on different holders. These adapters

are available with internal channels for high pressure OAH — overall height
coolant or without internal coolant channels. There are OAL — overall length
many types of holders that are suitable to carry these HF — functional height
adapters when the holders differ in their adaptation WF  — functional width
and designation. These tools are suitable for various WB  — seat width
interchangeable adapters for external threading, external )
grooving, external parting and external turning. WB-2 — body width
CDX — insert overhang

OHN minimum overhang

Interchangeable adapters - economical
and diverse solution.
Main Advantages

One holder can carry various interchangeable adapters.
Available with internal channels for high pressure coolant.
Economical solution.

Reduces cutting time.

Provides longer tool life of cutting edge.

Very effective cooling down of the cutting edge,

reducing sensitivity to heat fluctuations.

e Enables better chip evacuation.

Member IMC Group
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USER GUIDE

BLADE for External Threading

Self-Clamped Screw-Clamped

The CUT-GRIP family includes blades for large
overhang applications. CUT-GRIP blades are double-
ended and suitable for machines that can use standard
blocks for blades. These blades can offer a preferred
solution for external threading production between the
walls in narrow grooves. If the blade's insert pocket is
damaged, the other side of blade may still be used.

Basic Dimensions of Blade

CUTDIA=2xOHX \

OAL — overall length

HF — functional height
H — blade height
OHX — maximum overhang
WB — blade width

Main Advantages

Suitable for all types of lathe machines.
Suitable for large overhang applications.
Suitable for work next to shoulder.

Suitable for threading production between

the walls in narrow grooves.

Economical solution - double-ended.

Rigid clamping system.

Easy and fast insert mounting and cutting edge indexing.
No setup needed after each insert indexing.

Tools with CAMFIX Shanks for Polygonal Taper
Interface Solution for External Threading

External threading tools with CAMFIX shanks for
polygonal taper interface (ISO 26623-1 standard)
enable quick change and reduce setup time - most
important for mass production industries. These
threading tools feature coolant channels for efficient
flushing of heat and chips from the cutting edges.

CAMFIX Features for Turning Applications
Polygonal design-self centering.

face contact tapered
0.002 mm contact
center height
"\ repeatability
__ | Clamping
- |force

high rigidity

The CAMFIX system features high accuracy,
excellent rigidity against bending forces, stability
and high torque transfer. This is achieved due
to the polygonal cone and face contact.

Basic Dimensions of Threading Tools with
CAMFIX Shanks for Polygonal Taper Interface

LF —>
Wi ]
( ]
}
Y /4 Lo | DCONMS
we OO el )
i
LCWN-CWX
LF — functional length
DCONMS — connection diameter of machine side
WF — functional width
CDX — cutting depth maximum

Main Advantages

Reduces cutting time.

Provides longer tool life of cutting edge.

Very effective cooling down of the cutting edge,
reducing sensitivity to heat fluctuations.
Enables better chip evacuation.

ISCAR
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Tools for Swiss-Type Lathes Solution
for External Threading

Top Lock Side Lock
without Internal with Internal Coolant
Coolant Channels Channels

@f*. |
»
_ - 0

The CUT-GRIP family includes tools designed especially
for Swiss-type lathes. These tools are available with
internal channels for high pressure coolant or without
internal coolant channels. The clamping system of the
insert into the tool can be from the top and from the side.

Note: for high pressure coolant description see page 85

Basic Dimensions of Tools for Swiss-Type Lathes

CUTDIA ,JF_\LH+ OAL
(AN '
- AHEH we, [l
UNF 5/16"-24 typx3
L} s e
THBKW
OAL — overall length
LH — head length
HBH — head bottom height
H — shank height
B — shank width
WF — functional width
wB — seat width

HBKW — head back width
CUTDIA — maximum diameter of work piece

Main Advantages

Designed for Swiss-type lathes.

Available with internal coolant channels.

Available with side lock system.

Suitable for work next to shoulder.

Suitable for threading production between

the walls in narrow grooves.

Easy and fast insert mounting and cutting edge indexing.
No setup needed after each insert indexing.

Easy handling of insert.

Threading Bars Solution for Internal Threading
Related Tools for GEPI ... Inserts

— —

\

GEHIR/L
internal machining bars with
coolant holes for GEPI...inserts

GEHIR/L-SC

internal machining solid
carbide bars with coolant
holes for GEPI...inserts

Related Tools for TIPI ...Inserts

‘//

GHIR/L
internal machining bars with
coolant holes for TIP!I...inserts

GHIR/L-SC
internal machining solid
carbide bars with coolant
holes for TIPI...inserts

These are simple tools suitable for all types of lathe
machines, available with and without coolant channels.
There are 2 types of boring bars for GEPI inserts and

2 types of boring bars for TIPI inserts. The bars (in

the CUT-GRIP family) can be produced from steel or
solid carbide. The solid carbide boring bars expand the
current boring overhang range and provide improved
performance due to their high rigidity feature.

Basic Dimensions of Boring Bars

CDX
o EE— ER
T RAL | P AHF
DMIN
—1 ZioRED= Mt ¥
v | DCONMS
WF I
b | [ LOWN-CWX
OAL — overall length
WF — functional width
wB — seat width
DCONMS — connection diameter machine size
HF — functional height
LDRED — reduced body diameter length
CND — coolant entry diameter
CDX — cutting depth maximum
DMIN — minimum bore diameter

Main Advantages

Available with internal coolant channels.

Suitable for work next to shoulder.

Easy and fast insert mounting and cutting edge indexing.
No setup needed after each insert indexing.

Easy handling of insert.

Suitable for all types of lathe machines.

Member IMC Group
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D Interchangeable Heads Solution Basic Dimensions of Interchangeable Heads
I_ for Internal Threading - OAL | *\WF‘

Interchangeable heads can carry GEPI inserts and Cal ‘
D are mounted on solid carbide shanks. These heads —  we & 2 #777{35} %
<E are suitable for the production of internal threads with f*DvMIN el
L] high overhang. Solid carbide shanks are used for T oox R ,
m economical boring with various interchangeable heads WF & % I@

for internal threading, internal grooving, and internal e
I turning. The solid carbide boring bar expands the OAL - overal length
I— current boring overhang range and provides improved LH head lenath

performance due to their high rigidity feature. - headleng

WF - functional width

WB - seat width
CDX - cutting depth maximum
DMIN - minimum bore diameter

Main Advantages:

® One shank can carry various interchangeable heads.
* Recommended for internal threading with high overhang.
* Economical solution.

Internal Threading

o o
= =,

ISCAR




USER GUIDE

MINICHAM Inserts for Internal Threading

The MINICHAM line includes single-sided mini indexable
inserts for internal threading. This line is available for partial
profile and can produce internal threads in minimum bore
diameter of 4.0 mm (0.157 inches). The inserts in this line
are peripheral ground with a pressed deflector for chip
evacuation. The clamping concept of the insert into the
holder is based on self-clamping (without clamping screw).

."'

Indexable solution for internal threading in minimum
bore diameter of 4.0 mm (0.157 inches).

Basic Dimensions of MINICHAM Inserts

| KA o8
Coa !

WF —Functional length, A —Angle of cutting edge

Main Advantages

e Suitable for work next to shoulder.

Suitable for threading production between
the walls in narrow grooves.

Economical solution relative to solid products.
Easy and fast insert mounting.

No setup needed after each insert indexing.
Easy handling of very small inserts.

No spare parts

Notes

e Standard inserts are intended for
symmetrical thread profiles.

* No chipformer.

MINICHAM Insert Description
According to the Template Below

[ umer | [40]- |0

1 2 3

|1_|Minimum Bore Diameter (mm)

DMIN
P

I

|£|Angle of Cutting Edge (A)
Ab5 - 55°, A6O - 60°

|§|Grade
IC508

Member IMC Group
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USER GUIDE
MINICHAM Threading Bars for Internal Threading

The MINICHAM line includes solid carbide bars with Basic Dimensions of Boring Bars
coolant channels for producing internal threading at 4 mm
minimum bore diameter. The solid carbide boring bars + LDRED o MG PCO...
expand the current boring overhang range and provide Ll D \
improved performance relative to steel bars due to their o E— 7%

$BDRED Carbide # - ———DCONMS

high rigidity feature. The concept is based on a self-
clamping miniature insert mounted on a 6mm diameter
solid carbide bar that fits into ISCAR’s PASSPORT holders
MG PCO-... -6-8. The mini bars for right-hand machining
are supplied with shank extensions of 10mm or 20mm.

.

Bars with unique self-clamping system.

DMIN
1] WF

M et |

LF — functional length

WF — functional width

LDRED — reduced body diameter length
BDRED — reduced body diameter

CND — coolant entry diameter

CDX — cutting depth maximum
DMIN — minimum bore diameter

DCONMS — connection diameter of machine side

Main Advantages

Available with internal coolant channels.
Suitable for work next to shoulder.

Easy and fast insert mounting.

No setup needed after each insert indexing.
Easy handling of insert.

Suitable for all types of lathe machines.

No spare parts.

ISCAR
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PICCOCUT Inserts for Internal Threading

PICCO is an all ground solid carbide tool with a
chipformer and an internal coolant channel. A ground
chipformer provides excellent chip forming and improved
tool life, enabling short controlled chips and facilitating
continuous non-stop machining. The chipformer reduces
the cutting force, resulting in lower plastic deformation
on the cutting edge and extending tool life. The
PICCOCUT line offers a solution for internal threading
and is suitable for minimum bore diameter of 2.4 mm
(0.094 inch). PICCO inserts are available for partial
profiles and full profiles according to ISO standard.

~ S

Solid tools for internal threading in minimum
bore diameter of 2.4 mm (0.094 inch)

Basic Dimensions of PICCOCUT Inserts

| OAL 4 x
T F———ocows ppy

e !

R,
+XOHN J

OAL — overall length

DCONMS — connection diameter

PDX — distance between the insert

and the crest area

A — front length

WF — functional length

OHN — overhang distance

A — angle of cutting edge

HC — actual threading height

CF — central flat

Main Advantages

Suitable for work next to shoulder.

Suitable for threading between the walls in narrow grooves.
Easy and fast insert mounting.

High repeatability - no setup needed

after each tool indexing.

e Easy handling.

e High rigidity (one piece).

® | ess tolerance accumulation relative to indexable solution.

Notes

e Cannot produce unsymmetrical threading
profiles for standards tools only.

e Expensive solution relative to indexable products.

e PICCOCUT insert description.

| pcco | [ R || oos0407 |-[15] | N |
1 2 3 4

|1_|Hand of Tool
R — right-hand
L — left-hand

|g|ldentification Number

|§|Overhang Distance (OHN)

N

AL—

‘« OHN —=

|4|PIcCO-JETCUT
inserts with Internal Coolant Channels

Member IMC Group
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PICCOCUT Holders for Internal Threading

The PICCOCUT family includes 3 types of holders for internal threading.

\ o
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GHPCOR PICCO ACE PICCO/MG PCO (holder) PICCO ACE-N
perpendicular square-shank holders for PICCOCUT holders for PICCO inserts and holders for PICCO-JETCUT
tools for use on cross slide inserts featuring extremely small diameter boring bars inserts with internal
units of swiss-type and high clamping repeatability coolant channels

automatic machines

ISCAR
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Perpendicular Holder for Swiss-Type
Lathes Solution for Internal Threading

ISCAR designed perpendicular holders for
PICCO-CUT inserts used on Swiss-type machines.
Unlike the round shank toolholders (PICCO/MG PCO),
which could be mounted only on the end units,
ISCAR designed perpendicular square-shank

tools to be used on cross slide units.

End Unit Cross slide unit

h ]

Each toolholder has been designed to fit several PICCO
insert shank diameters. The toolholder features an internal
coolant hole directed to the machining area. This reduces
temperature and wear, and improves chip evacuation.

The supplied coolant fitting allows for a maximum coolant
pressure of 10 bar. If a higher coolant pressure is required,
a suitable fitting/pipe should be used. Very rigid clamping
ensures stable and efficient threading machining.

On ISCAR tools, it is possible to mount the insert into

the pocket from the frontal side and from the top side.
This is a major advantage on machines where it is not
possible to index the insert from the front and the tool
must be removed from the machine (note: standard round
tools such as drills and taps can also be clamped).

Indexing from the Top

Indexing from the Front

Basic Dimensions of Perpendicular Holders

cutting edge height

Dimax | b L
Clam — Ho 70 1] L
b & v i i

TR

LTl B

the

!

OAL —
OAH —
OAW —
OHX —
HBH —
H —
B .
L5 —
D1max —
F Max —

DCONNWS —
DCONXWS

overall length

overall height

overall width

maximum overhang

offset height of bottom head

shank height

shank width

body length

maximum diameter limit of axial groove
maximum insert to shank reference
insert diameter

Member IMC Group
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USER GUIDE

Description of Perpendicular Holders

[12]-]|25|-|486|

1 2 3

" range

of insert
diameter
(24 to 26)

maximum
shank size overhang
(h=b=12 mm)  (ohx=25 mm)

1 || —

|Q|Range of Insert Diameter

i DCONNWS-DCONXWS

Main Advantages

Internal coolant.

Reduces cutting time.

Provides longer tool life of cutting edge.

Provides excellent chip breaking results on all materials.
Enables better chip evacuation.

Quick and user-friendly indexing mechanism.

Insert can also be mounted from the top.

High Precision Holder for Swiss-Type
Lathes Solution for Internal Threading

The growing demands for high accuracy and flexibility

in clamping orientation have led ISCAR to develop an
advanced line of PICCO holders. The PICCOACE features
a unique clamping system which sets new standards for
three highly important properties: accuracy, rigidity and
clamping orientation flexibility. The PICCOACE holders are
available with coolant channels and provide a solution for
internal threading. The large variety of Swiss-type machines
has increased the demand for multi-orientation clamping.
Most of the available tools in the market provide a single
clamping orientation, whereas ISCAR’'s PICCOACE

offers a solution suitable for all Swiss-type machines,

which enables the operator to mount/dismount the insert
from any desired orientation. PICCOACE's clamping
method saves precious time when replacing an insert.
Superb rigidity is achieved due to the advanced clamping
mechanism, which locates the insert in a specific position
that ensures optimal contact points. The clamping system
assures extremely high clamping repeatability of 0.005 mm.

How does it work? The PICCOACE consists of two
main parts: a body and an eccentric cap. When

the cap is turned (using the wrench), the excentre
moves a special locking shim that presses on

the insert and locks it into a precise position.

locking shim

cap

&

wrench

locking shim

ISCAR
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Basic Dimensions of Perpendicular Holders

oy B H e
BD DCONWS == 0 JH- DCONMS
N we— | R
FLHJ LSCMS— |
OAL
OAL — overall length
LH — length
LSCMS — clamping length machine side
DCONMS — connection diameter machine size
DCONWS — connection diameter insert size
BD — body diameter
H — shank height

Description of Perpendicular Holders

| PICCO ACE

6] -

1

@

!

L

>

|1_|Connection diameter machine size

Y
> { I DCONMS
| e | D \L /] |
*
|2|Connection diameter insert size
v
DCONWS- === { 9FI
i 4

Main Advantages

Internal coolant.
Reduces cutting time.

Provides longer tool life of cutting edge.
Quick and user-friendly indexing mechanism.

Member IMC Group
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Multi-Use Holder Solution for Internal Threading

A multi-use holder is a single bushing toolholder that can hold a full set of carbide shank boring bars capable

of grooving, turning, threading, profiling and recessing. The carbide shanks provide excellent rigidity and a

high length-to-diameter (L/D) ratio. This allows the boring bar overhang to be adjusted to the best rigidity for
each job. The new bushing holders incorporate special stoppers, useful in many applications with ISCAR’s
CHAMGROOVE system and PICCO bars. Utilizing the stoppers eliminates resetting the tool after every indexing.
This versatile system replaces many expensive boring bars needed to perform the variety of applications, which
are now possible with this single bushing holder. These holders are available with coolant channels.
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Basic Dimensions of Perpendicular Holders

LSCMS—T

N 1

LH ‘k LSCMS — - LH
O ===
th
L
0 oo

,74—§

" boows|
DCONWS OAL:

OAL — overall length

LH — head length

LSCMS — clamping length machine side
DCONMS — connection diameter machine size
DCONWS — connection diameter insert size
BD — body diameter

H — shank height

Description of Perpendicular Holders

é% L —

— DCONMS R DOONWS 2 DOONMS
! OAL

DOONWS

L2 |-[ 4 |-
2

|1_|Connection diameter machine size

<

—— [[q ) | DCONMS
!

|g|Min. connection diameter insert size

|§|Max. connection diameter insert size

DCONWS [[" M
TNV | \[ IIJ
I

Main Advantages

¢ Internal coolant.

¢ Reduces cutting time.

¢ Provides longer tool life of cutting edge.

¢ Provides excellent chip breaking results on all materials.
e Enables better chip evacuation.

¢ Quick and user-friendly indexing mechanism.

Member IMC Group
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CHAMGROOVE Inserts for Internal Threading

The CHAMGROOVE line includes one sided peripheral Main Advantages
ground inserts with pressed deflector.

The placement of the insert is determined by 3
protrusions on the tool and clamped with a screw.
The CHAMGROOVE line provides a solution for

e Suitable for work next to shoulder.
e Suitable for threading production between
the walls in narrow grooves.
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) ' ' | ” ’ e Economical solution relative to solid products.

partial profiles and is suitable for internal threading « Easy and fast insert mounting.
in minimum bore diameter of 8 mm (0.315 inch). « No setup needed after each insert indexing.

e Easy handling of small inserts

Notes

e Standard inserts are intended for
Stable and rigid indexable system for internal threading symmetrical thread profiles.
in minimum bore diameter of 8 mm (0.315 inch). ¢ No chipformer.

Basic Dimensions of CHAMGROOVE Inserts
CW

L — insert length

WF — functional length

A — angle of cutting edge
RE — corner radius

PDPT — profile depth

ISCAR
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CHAMGROOVE Insert Description According to the Template Below

[alor| [ 8 |- [ mT]-[0.05]

1 2 3 4 5
|1_|Hand of Tool |§|Ang|e of Cutting Edge (A)
GIQR— right-hand WT — 55°
GIQL — left-hand MT — 60°
|£|Minimum Bore Diameter (mm) |i|Corner Radius (RE)
DMIN RE
v
1
|5|Grade
IC528

Member IMC Group
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CHAMGROOVE Threading Bars for Internal Threading

Solid Carbide Bar
with and without
Coolant Channels

Steel Bar with
Coolant Channels
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The CHAMGROOVE family includes two types of bars
for internal threading. The bars can be produced from
steel or solid carbide. The solid carbide boring bars
expand the current boring overhang range and provide
improved performance due to their high rigidity feature.
All steel bars include coolant channels and solid carbide
bars are available with and without coolant channels.

ISCAR
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Description of CHAMGROOVE

Bars for Internal Threading

Steel Bar with Coolant Channels

[Ma| [12]-[o|[c|[2]
1 2 3 4

|1_|Connection Diameter Machine Size

=] vcons

|3|Minimum Bore Diameter
DMIN
PR

1

|§|Coolant Channels

C — include coolant channels
~ — without coolant channels

|i|Reduced Body Diameter Length
LDRED

Solid Carbide Bar with and
without Coolant Channels

[o6 || 1 ]-| Lioo |
1 2 3

|1 ]Connection Diameter Machine Size

|g|CooIant Channels

C — include coolant channels
~ — without coolant channels

|§|Overal| Length
OAL —

Basic Dimensions of Threading Bars

Steel Bar
OAH H
BDRED v CND
m#la
= I
OAL
_ DMIN WE ‘ LDRED q
T v Lﬁ:/uzf—f—f DCONMS
CDX er D )

CWN-CWX

-

Solid Carbide Bar

MGCH...C

o ———OAL ——=y
- DMIN *EE'V\,V;

CDX :‘ ‘chcv%owx

OAL — overall length
LDRED — reduced body diameter length
BDRED — reduced body diameter
CDX — cutting depth maximum
OAH — overall height
DF — flange diameter
H — shank height
DCONMS — connection diameter machine size
WF — functional width
CND — coolant entry diameter
DMIN — minimum bore diameter

Main Advantages

Available with internal coolant channels.
Suitable for work next to shoulder.

Easy and fast insert mounting.

No setup needed after each insert indexing.
Easy handling of insert.

Suitable for all types of lathe machines.

Member IMC Group
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Thread Turning Methods

There are several methods for thread machining by turning operations. The workpiece can rotate clockwise or
counterclockwise and the cutting tool is fed toward or away from the chuck.

The most common and recommended methods for external and internal,

right-hand and left-hand threading is shown in the sketch below.

Recommended Thread Turning Methods

External Internal External Internal
Right-Hand Threading Right-Hand Threading Left-Hand Threading Left-Hand Threading

The alternative methods for external and internal, right-hand and left-hand threading shown in the
drawing below are not recommended. By using the alternative method, the tool is less stable during
thread machining, which can cause vibration, poor surface finish and decrease toal life.

AlternativeThread Turning Methods*

External Internal External Internal
Right-Hand Threading Right-Hand Threading Left-Hand Threading Left-Hand Threading

* Change to negative anvil see anvil selection guide for assistance

The threading tool is adjusted according to the production method.
The cutting tools differ in the direction in which they are recommended to work.

(LH) Left-Hand Tool (RH) Right-Hand Tool

Right-hand tools are recommended to work from right to left and left-hand tools are recommended to work from left to right,
so that the sides of the pocket prevent movement of the insert during the turning operation.
The tool can be positioned upside down to allow easier chip evacuation.

Thread Turning Methods
External Right-Hand Threading External Left-Hand Threaing

(11 e Hbn
S TR e

— — R
- Hil
(— TN —

*Change to negative anvil see anvil selection guide for assistance

ISCAR
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Infeed Methods - Entering the Cutter Into the Workpiece

There are several infeed methods of entering the cutter into the workpiece.

Each method defines the position of the cutter relative to the cutting thread profile.

The chosen method will affect chip form, chip evacuation direction, cutting edge wear, tool life,

and threading surface quality.

Choosing the correct method for entering the cutter into the workpiece depends on equipment type,
workpiece material, cutter geometry, and threading pitch.

Possible infeed methods of entering the cutter into the workpiece include:

Radial infeed

Flank infeed

e

NAH

Modified flank infeed

Alternating flank infeed

Member IMC Group
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Radial Infeed

With radial infeed, the thread is machined simultaneously
and symmetrically with two flanks. In this processing
method, the chip tends to bend on either side of the
cutting edge against each other, as a result of the
chip winding process, and the removal of the chip
becomes more difficult. This method creates large
forces on the cutting edge and warming of cutting
edges which causes short tool life and limits the
possible depth of cut. Cutter wear is uniform on both
sides of the cutting edge. Radial infeed is acceptable
in the production of fine pitch threading or finish
passes, to ensure threading profile accuracy.

Flank Infeed

With the flank infeed method, the cutting edge moves
parallel to one of the sides of the threading profile. The
threading is produced mainly by one side of the cutting
edge. The chips are cut off with one cutting edge of the
cutter, which improves chip evacuation relative to the radial
method, and therefore the cutting depth per each pass
can be bigger. Using the flank method provides better heat
dissipation, which improves tool life but causes uneven
wear of the cutter's cutting edges. As cutting is done
mainly with one cutting edge, friction is created between
the cutting edge and the side of the threading profile,
which causes poor surface quality and possible vibration.

Modified Flank Infeed (recommended)

Modified flank infeed is very similar to the flank infeed
method, but the angle between the cutting edge to the
side of the threading profile can be between 0.5° to 5°.

In this method, all the advantages of flank infeed

are retained while the disadvantages caused from
friction between the cutting edge and the side of the
threading profile are prevented. Modified flank infeed
is the recommended method for all thread turning
operations and is suitable for all insert types.

Alternating Flank Infeed

In this method, cutting edges work alternately, i.e.
each time the cut is performed by another side of the
cutting edge. This method can significantly increase
tool life due to two cutting edges taking part in the
threading production. Constant changing of the chip
evacuation direction can result in poor surface quality.
This method is usually used for very large pitches and
for threading forms such as Acme and Trapeze.

ISCAR
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Depth Per Pass and Number of Passes

In order to produce threads, the cutting tool needs to
make several numbers of cuts along the workpiece
surface. The parameters of depth per pass and number of
passes have a very important role in threading production.
These parameters have a direct effect on cutting edge
wear, tool life, threading surface quality, and threading
production stability. The two methods most common in
determining the depth per pass and the number of passes
are constant chip area by decreasing depth per pass or
constant depth per pass. The choice of method does not
depend on the selected infeed methods (radial infeed,
flank infeed, modified flank infeed, alternating flank infeed),
which are described in chapter 2.12. The depth per pass
and number of passes parameters depend on the type of
equipment, tool overhang, machine stability, workpiece
material, cutter geometry and the threading depth required.

Constant Chip Area by Decreasing
Depth Per Pass (recommended)

This is the most common method and is generally
recommended, as in most cases it ensures high
productivity. The principle of this method is that the initial
cutting depth at the first pass is the largest, and then
gradually decreases at each pass to ensure material
removal within a constant chip area. The calculation of
passes is designed so that the last pass, which is destined
to be a finish pass, will be 0.05 - 0.1 mm (0.0019 - 0.0039
inches). Using this method ensures constant loads on
cutting edge and uniform wear, which increases tool life.

VA

Formula for Calculation of Depth Per Pass

o ___3p
Aap) _\,"a'_1 x Jc

When

Aap(i) — depth of cutipass (i=1...na)
| — pass

Ap — total depth of cut

Na — number of passes

C — constant value:

for 18t pass: ¢=0.3; for 2" pass: c=1;
for 3rd pass and higher: ¢ =i - 1

Example

Pitch - 1.25 mm
Total depth of cut: 8p=0.78 mm
Number of passes: na = 6

Calculation depth of cut for 1st pass:
for 1st pass: C=0.3

0.78
Aap) = o x J0.3=0.19

depth of cut for 1t pass: 0.19 mm

Calculation depth of cut for 2nd pass:
for 2" pass: C=1

0.78
Aapp) = Jot * J1=0.35

depth of cut for 2nd pass: 0.35-0.19=0.16 mm

Calculation depth of cut for 3rd pass:
for 3rd pass: C=3-1=2

0.78
Aap3) = =n x {2 =0.49

depth of cut for 3 pass: 0.49-0.35=0.14 mm

Calculation depth of cut for 4t pass:
for 4t pass: C=4-1=3

0.7

8
Aap(4) = ‘\,F X \/5 = 0.6

depth of cut for 4" pass: 0.6-0.49=0.11 mm
Calculation depth of cut for 5 pass:

for 51 pass: C=5-1=4
0.78
Aaps) = = x 3 =07

depth of cut for 5 pass: 0.7-0.6=0.1 mm

Calculation depth of cut for 6t pass:
for 6! pass: C=6-1=5

0.78
Aape) = = x 5 =10.78

depth of cut for 6! pass: 0.78-0.7=0.08 mm

Member IMC Group
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Constant Depth Per Pass

This method defines constant depth per pass (except for
the last pass), regardless of the number of passes. The last
pass for the finish operation is recommended to be 0.05

- 0.1 mm (0.0019 - 0.0039 inches). This method is less
productive than the previous method, as it causes a larger
number of passes and is usually used in cases of problems
with chip control. The chip thickness is constant on each
pass, but the chip area on subsequent passes is larger,
respectively, and the load on the tool and material removal
rate increase on each pass. For example, when cutting a
60-degree threading with a constant depth of 0.25 mm
(0.0098 inches) per pass, the second pass removes three
times more metal than the first. And with each passing
pass, the value of metal removed increases exponentially.

VoA

Number of Passes

The optimal number of passes should be checked in each
specific case in order to achieve maximum effectiveness
but, in any case, any pass should not be less than 0.05
mm (0.0019 inches). ISCAR's consultants will be glad

to identify the best solution according to the customer's
threading requirements and production process.

ISCAR
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Threading Limits with Standard NOTCH-GRIP Inserts Z
The following charts list the largest pitch 6. Acme Threading Limits D
60" V-Threading Limits FLA-2 Ir-1ternal Thrfaa’ding Lin.1itatio.ns I_
Threads Nominal Minimum Minor Diameter
FLT-2 Inserts Internal Threading Limitations Per Inch Thread Size Inch MM D
Threads Nominal Minimum Minor Diameter 6 2-1/2 21333 59.26 <E
Per Inch | Thread Size Inch MM 8 0.1/4 0195 53.98 L]
6 1-7/8 1.695 43.05 10 2 1.900 48.26 m
! el 1595 40.51 12 1-8/4 1.667 42.34 T
8 aold 1490 S7.85 14 1-5/8 1554 39.47 =
10 1-1/2 1.392 35.36 * 16 pitch acme threads and finer can be cut provided the minor
11 1-7/16 1.339 34.01 diameter is 1.438 or larger.
12 1-3/8 1.285 32.64
13 1-5/16 1.229 31.22
14 1-1/4 1.173 29.79
16 1-1/4 1.182 30.02
18 1-1/8 1.065 27.05
20 1-1/8 1.071 27.20 a secondary clearance can be ground on the
24 1-1/16 1.017 25.83 leading edge of the form of the insert to provide
* 24 TPI and finer can be cut with a #2 series insert provided that the Y sufficient helical glear ance for machining courser
minor diameter is 1.000 or larger. threads and multiple start threads

Modified standard inserts may be produced for special

] threads or ones not listed on the charts shown.
quoted upon request.
FLA-3,4 &6 Internal Threading Limitations
minor diameter major diameter Threads Nominal Minimum Minor Diameter
| (minimum bore)  (nominal thread size) Per Inch Thread Size Inch MM
|
| o* 5 4,500 114.30
A 2-1/2% 4-1/2 4100 104.14
L 3** 4 3.665 93.09
4 3-1/2 3.250 82.55
threads
=~ perinch — ™ ) 3 2.800 7112
6 2-1/2 2.333 59.26
F:‘ s Internal Threading Limitations 8 2-1/4 2125 23.98
nserts 10 2 1.900 48.26
Threads Nomlnal Minimum Minor Diameter 12 1-3/4 1.667 492 34
Per Inch Thread Size Inch MM 14 1-5/8 1.554 39.47
4 3 2729 69.32 16* 1-1/2 1.438 36.53
4-1/2%* 2-7/8 2.634 66.90 * 16 pitch acme threads and finer can be cut provided the minor
5 2-3/4 2.534 64.36 diameter is 1.438 or larger.
6 2-1/2 2.320 58.93 " FLACG only.
7 2-1/4 2.095 53.21 Note: positive rake ACME inserts are recommended for stainless steels and
high-temp alloy appl cations.
8 2 1.865 41.37 Quoted upon request.
9 1-15/16 1.817 46.15
10 1-7/8 1.767 44.88
11 1-13/16 1.714 43.54
12 1-3/4 1.660 4216 gooﬂ
18 1-5/8 1.542 39.17 / AT
14 1-9/16 1.485 37.72 back clearance ?
16* 1-7/16 1.370 34.80

Note: tool holders are designed to locate the insert at a 3" angle to

16 pitch acme threads and finer can be cut provided the minor provide back clearance down the side.

diameter is 1.370 or larger.
** FLT-4 only.

Member IMC Group
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D) FLTB-2A & 2B Internal Threading Limitations American Standard Buttress
— Threads Nominal | Minimum Minor Diameter Thread Designations
Per Inch Thread Size Inch MM When only the designation BUTT is used, the thread is a
D 3 13/4 1600 20.64 "pull” type buttress (external thread pulls) with the clearance
<E 10 1-5/8 1505 38.3 flank (45°) leading and the pressure flank (7°) following.
HIJ 12 1-1/2 1.400 3556 When the designation PUSH-BUTT is used, the thread is a
' ' push type buttress (external thread pushes) with the load
16 1-1/4 1.175 29.85 o . . )
I 20 11/16 1,002 05 45 flank (7°) Ieadlng and ‘Fhe 45 f:lelarance flank foIIow.|ng.
I_ Whenever possible this description should be confirmed
by a simplified view showing thread angles on the
FLTB-3A & 4A Internal Threading Limitations ilraw'”g of the Ero‘::ctt tt:at halst.the t;“ttress thread.
. — - - ways remember that the position o
;hreiad: TI:JO"‘;";I Minimum Minor Diameter your holder and direction of your feed will
erinc read Size Inch MM determine the lead angle on the insert.
4* 2-1/2 2.200 55.88
5 2-1/4 2.010 51.05 External Buttress (45" lead) Thread
6 2 1.800 45.72 counterclockwise rotation
8 1-3/4 1.600 40.64 '
10 1-5/8 1.505 38.23
2 1-1/2 1.400 35.56

* FLTB-4A insert only
** 16 or 20 threads per inch can be cut providing minor diameter
is 1.375 or larger.

chuck 4 4444
RH insert

FLTB-3B & 4B Internal Threading Limitations éETléeg% 5 \
Threads Nominal Minimum Minor Diameter FLTB-3RB LH holder FLEL
Per Inch Thread Size Inch MM FLTB 4B RH holder FLSR
4 all 2ol b 45° clearance angle of th|s buttress thread becomes the leading angle in
5 2-3/4 2.510 63.75 this application.
6 2-3/8 1.175 29.85
8 2-1/8 1.975 50.17 Internal Buttress (45° lead) Thread
10 1-7/8 1.755 44 58 counterclockwise rotation
12 1-5/8 1.525 38.74 F
16 1-1/2 1.407 35.74
20 1-7/16 1.378 35.00 RH bar

A_-FLER
* FLTB-4B insert only —T— =

LH insert

45 Lead
e FLTB-2LB

FLTB-3LB

FLTB-4LB

45° clearance flank of this buttress thread becomes the leading angle in
this application.

American Standard Buttress

1/2d play
nut

|- P——

1 0.1632P 0,0627 P
RTANIN

0,8906P X I

===

+ 03P

03P

y

PN )

00826p/ 4 \/ /2d2 play
[ 7 la— 45 ‘
—~ o 0.1632P

1/2 diplay  SCW

Use: fittings and pipe couplings
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High Pressure Coolant

The high pressure coolant feature has been in
existence for a long time in the metal removal
world, taking a bigger role in today's machining.

ISCAR was one of the first cutting tool companies to
respond to market needs by designing and producing
tools for ultra high and high pressure coolant flow.
High pressure coolant was initially implemented
mainly for difficult-to-machine materials such as
titanium, Inconel and other heat resistant alloys.

Later it was found that tool life, productivity
and chip control can be improved when
machining stainless and alloyed steel.

Jet high pressure (JHP) tools are particularly important
in the aviation, aerospace and medical industries.

The usage of high pressure coolant is growing
as manufacturers are looking for ways to
reduce cutting time, improve machining process
reliability and achieve longer tool life. ISCAR's
JHP tools provide all of these advantages.

How Does It Work?

The stream velocity of the coolant emitted from the
pump increases as the coolant holes become smaller.

When it emerges out of the tool through the nozzle,
the velocity is very high, exerting considerable
force on the chips, lowering their temperature and
protecting the cutting edge from thermal shock.

High temperature alloys produce a very high temperature
as they are being cut.

By effectively removing the heat, the chips

become less ductile and easier to break.

Shorter chips are easily managed - they do not
tangle around the workpiece or machine parts, so
there is no need to stop the process frequently.

Usually in conventional cooling the chip prevents
the coolant from reaching the insert rake face in
the cutting zone. The coolant stream of the JHP
tools is directed precisely between the insert rake
face and the flowing chip. This results in longer
tool life and a much more reliable process.

The coolant channels of the JHP tools feature outlets very
close to the cutting edges, with the following advantages:

Shorter machining time - cutting speed may

be increased by up to 200% when machining
titanium and heat resistant alloys.

Longer tooal life - tool life increases by up to

100% not only on titanium and heat resistant
alloys, but also on stainless and alloy steels.
Improved chip control - even on the most ductile and
problematic materials, small chips can be obtained.
Very effective cooling down of the cutting edge,
reducing sensitivity to heat fluctuations.

Safer and more stable process JHP tools

provide advantageous performance also

when conventional pressure is applied.

Note: the through-tool coolant provides improved tool
life, chip control and productivity advantages when
high pressure coolant is induced. In addition, the 10-15
bar standard pressure provides better performance
when compared to external cooling results.

External Standard | Internal Standard Internal High
Pressure Pressure Pressure

2
—
3
8

General Information

Up to 30 bar; low pressure (LP), may

provide tool life improvement and usually

will not have an effect on chip control

30 - 120 bar; high pressure (HP), the most commonly
used pressure range used with JHP tools. Increases tool
life, increase in cutting speeds, improved chip control

120 - 400 bar - ultra high pressure (UHP), requires special
tool design to take advantage of the extra pressure.

Minor increase in tool life compared to HP range.

Ultra high pressure coolant is usually implemented for
machining titanium and heat resistant alloys when there is
a need for very small chips and higher machining rates.
ISCAR provides hundreds of special tools

featuring ultra high pressure coolant capability

for various customers and applications.

Pressure vs. Flow

Each JHP tool is designed to work at a certain flow rate,
depending on the pressure. Flow rates for each tool are
listed in ISCAR's Complete Machining Solutions catalogs
and E-CAT, ISCAR's online electronic catalog. The user
should verify that the pump can supply the required flow in
order to achieve optimal results. The pump data sheet will
usually list the maximum flow rate for each pressure range.
Chips and Pressure

e The coolant flow will start to break the chips at a

certain pressure, depending on the specific tool and
the workpiece material. If the chips are not breaking,
the pressure should be increased until chip control
is achieved. Above this pressure, as it is increased
the chips become smaller and smaller. It is possible
to control the size of the chips by modifying the
pressure in order to achieve the desired chip size.

240 Bar 10 Bar
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Quick and Easy Way to Select a Correct Solution

Cost per unit for a part that is machined by the tool is a significant issue and the tool's
indirect influence on reducing cost per unit can be considerable.

Although a small part of the manufacturing process, the tool can represent the single obstacle to a
machine tool running faster and cutting machining time. For better productivity and lower cost per part,
the most efficient tool needs to be selected and used. Applying the following analysis Application -Tool
Configuration- Tool Material - Economical Consideration is recommended for optimal tool selection:

Application
gender of thread

N

threading profile/standard

&

pitch/TPI

&

machining diameter

&

coolant

&

tool adaptor

&

overhang

N2
Tool Configuration

cutting geometry

N

cutting tool design

N7
Tool Material

grade
N2

Economical Consideration

economical efficiency

ISCAR
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Points to Consider

gender of thread

Application
e is external or internal threading required?

N2

threading profile/standard

e s full profile or partial profile required?
e what is the threading profile? (square,
triangular, trapezoidal or other)?
what is the threading standard?

pitch/TPI

what is the threading pitch/tpi?

machining diameter

what is the machining diameter?

operation stability

does the threading machine have good or bad stability?

coolant

.é. é.é.\.

what type of coolant is available (external coolant,
internal coolant, possibility for high pressure coolant)?

tool adaptor

%
e what type of tool adaptor is available?
N2

overhang

e what is the overhang of the required tool forthreading?
(this question usually refers to internal threading)

cutting geometry

Tool Configuration

e what top rake geometry is recommended for threading?

v

cutting tool design

| * what is the preferred orientation of the insert into the tool?

grade

Tool Material
e which cutting tool grade is most suitable for threading?

economical efficiency

Economical Consideration

e what are the number of cutting edges on the insert?

Member IMC Group
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Z

Z

% Points to Consider - ISCAR Recommendations

I— Application

Q Gender of Thread e |s external or internal threading required?

<E ISCAR product families offer solutions for both external and internal threading according to most

L] standards. Dividing ISCAR families per gender of thread is shown in table below.

m Family/Line External Threading Internal Threading

T ISCAR threading laydown line v v

I_ PENTACUT \
SWISSCUT V
CUT-GRIP V V
PICCOCUT V
MINICHAM V

CHAMGROOVE V

Application
e s full profile or partial profile required?
e what is the threading profile (square,
triangular, trapezoidal or other)?
e what is the threading standard?

threading profile/standard

Depending on the answers to the questions in this section, it is possible to check
which of the families meet the threading profile/standard requirements.

Threading Family for Partial Profile

Standard
Family Partial Profile - 55° Partial Profile - 60°

CUT-GRIP V V

PENTACUT \Y v

SWISSCUT v

V V

ISCAR Threading V V

Laydown Line V V

V V

Threading Family for Full Profile Per Threading Standard
Threading Standard
Family/Subfamily I1ISO UN NPT | Whitworth | NPTF BSPT | STACME | ACME | APIRD | API
CUT-GRIP V V V \Y V
PENTACUT \Y \ \ V \
SWISSCUT V
B-type V V V V V
ISCAR M-type V V V V V
Threading G-type V V V V V V V V V V
Laydown Line U-type \ \% \
multi-multi V V V V V
Threading Standard
Family/Subfamily TR PG SAGE ABUT UNJ mJ BUT EL RND
ISCAR Threading G-type V V V V V Vv V V V
Laydown Line U-type V V V

ISCAR
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pitch/TPI

Application
e what is the threading pitch/tpi?

Depending on the tables below, it is possible to check which families can produce a requested pitch/TPI.

Partial Profile 55° Solution for External Threading

Family/Pitch (mm)
CUT-GRIP
PENTACUT
SWISSCUT

2.75

[ 7 |

6 |

| 8

ISCAR
Threading

Laydown Line

A

A\

A

\/

Family/Pitch TPI
CUT-GRIP
PENTACUT
SWISSCUT

o

14 |

A

v|g

A

\

ISCAR
Threading

A A A

YIV|V

Laydown Line

Partial Profile 60° Solution for External Threading

Family/Pitch (mm)
CUT-GRIP
PENTACUT
SWISSCUT

ISCAR

0.3

045 .. o5 | . [15] . [17] . [115] . |

W

<

<%

\

A

»

A

v

Threading

A A

Y|V

Laydown Line

A

A\

Family/Pitch (mm)
CUT-GRIP
PENTACUT
SWISSCUT

5.5

©

ISCAR
Threading

Laydown Line

A A

Y|V

A

\
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D Full Profile Solution for External Threading
I— Family/Pitch (mm) 0.3 0.35 0.4 0.45 0.5 0.6 0.7 0.75 0.8
D CUT-GRIP ISO ISO ISO
<E PENTACUT ISO ISO ISO
LU SWISSCUT ISO ISO ISO ISO
m B-type ISO
ISCAI_R M-type ISO
- Threading Gt IS0 IS0 IS0 IS0 SO SO IS0 IS0
— Laydown Line “ype
multi-multi ISO
Family/Pitch (mm) 1 1.25 1.5 1.75 2 25 3 3.5 4
CUT-GRIP ISO ISO ISO ISO ISO ISO ISO ISO ISO
PENTACUT ISO ISO ISO ISO ISO
SWISSCUT ISO ISO
B-type ISO ISO ISO ISO ISO
ISCAR M-type ISO ISO ISO ISO ISO ISO ISO ISO ISO
Threading SO MJ ISO MJ ISO TR ISO TR
I  Gtpe | ISOMJ | ISOMI | o SO trsace| SO | sace | O | sace
multi-multi ISO ISO ISO ISO
Family/Pitch (mm) 45 5 5.5 6 7 8 9 10
CUT-GRIP ISO
ISCAR ISO ISO TR ISO ISO TR TR
Threading ISO TR
Laydown Line SAGE ISO SAGE TR ISO TR TR TR
Full Profile Solution for External Threading
Family/TPI 3 3.5 4 4.5 5 6 7 8
CUT-GRIP UN NPT
UN NPT
> UN NPT
<] . UN . UN whitworth
= UN whitworth ot | N WhItworth |y T STACME
= STACME STACME . STACME .
= AP RND whitworth | STACME ABUT EL RND whitworth | UNJ ABUT
n<: API BUT EL API RD RND
O whitworth . whitworth .
n ABUT whitworth ABUT whitworth
multi-multi UN NPT
Family/TPI 9 10 11 11.5 12 13 14 16
. : UN UN whitworth .
UN whitworth UN whitworth BSPT | NPT whitworth UN NPT BSPT UN whitworth
UN whitworth
PENTACUT NPT BSPT UN
. . UN whitworth .
- B-type UN UN whitworth UN whitworth BSPT | NPT UN UN NPT BSPT UN whitworth
(= N
= . UN whitworth .
© i
§ M-type UN whitworth BSPT | NPT UN UN NPT BSPT UN whitworth
= UN whitworth UN UN whitworth .
'—
T Guoe | UV | STACMEUNS | UNwhitworth | (B | whiworth | UN | NPTNPTE | ot AR
'S) yP whitworth ABUT API BSPT UNJ NPTE STACME UNJ | BSPT STACME PG ABUT
o RD RND UNJ ABUT UNJ
multi-multi NPT UN UN whitworth UN

ISCAR
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Full Profile Solution for External Threading D)
Family/TPI 18 19 20 22 24 26 27 28 —
UN . UN
. whitworth UN UN UN . 0O
whitworth : . : NPT whitworth
NPT BSPT whitworth whitworth | whitworth BSPT <E
PENTACUT UNNPT | Whitworth UN UN whitworth LLI
BSPT oC
B-type | UNNPT | whitworth UN UN T
ISCAR M-tyoe | UNNPT | whitworth UN UN —
Threading UN UN
Laydown Givoe | Whitworth | whitworth | whitworth | Whingo rth UN UNNPT | UNBSPT
Line YP& | NPT NPTF BSPT UNJ PG U whitworth NPTF UNJ
UNJ PG ABUT
Family/TPI 32 36 40 44 48 56 72
CUT-GRIP UN
! UN UN UN
'SI?AE u‘:‘efi:'"g whitworth | whitworth | whitworth | UNUNJ | UN UNJ UN UN
aydo € UNJ UNJ UNJ

Partial Profile 55° Solution for Internal Threading

Family/TPI a4 . Jas| .| 5| . [s5] . | 7]. . [8]|. . ]9]. |1
CUT-GRIP - >
PICCOCUT
MINICHAM
CHAMGROOVE -«

ISCAR
Threading
Laydown Line

A
\

Family/TPI [18 ] . |48 | . [50 | . |54
CUT-GRIP >
PICCOCUT
MINICHAM —»
CHAMGROOVE

\

\

ISCAR

\/

Threading
Laydown Line | | |

Member IMC Group




©)
<
pd
o
-
|_
&
<L
LL
o
T
|_

USER GUIDE
Partial Profile 60° Solution for Internal Threading
Family/Pitch (mm) . . oo | . [125] . |15 .. [ 2 | | 23 | | 3
CUT-GRIP - -
PICCOCUT >
MINICHAM - | ]
CHAMGROOVE >
ISCAR —
Threading —
Laydown Line | | | | | | | | =
+—>
Family/Pitch (mm) 5 | | 51 55 6 9
CUT-GRIP >
PICCOCUT
MINICHAM
CHAMGROOVE
ISCAR ~
Threading — — —
Laydown Line | | | = = =
Full Profile Solution for Internal Threading
Family/Pitch (mm) 035 | 04 | 045 | 05 0.6 0.7 | 0.75 | 0.8 1 125 | 1.5 | 1.75 2 25
PICCOCUT ISO ISO ISO ISO ISO
B-typs 50 | 180 ',\S/S IS0 'SS S0 | 180
M-type IS0 [ 1s0 [ 1so | 1so | 1so | 1so
ISCAR S0 ISO
Threading ISO | ISO MJ
Laydown G-type ISO | ISO | ISO | ISO | ISO | ISO | ISO | ISO MJ Y "\|f||;gj ISO ™ ISO
Line SAGE
ISO
U-type TR
multi-multi ISO ISO ISO
Family/Pitch (mm) 3 3.5 4 4.5 5 5.5 6 7 8 9 10 16 18 20
B-type ISO
M-type ISO
ISCAR
] O SO SO IS0
Threading JEEiY TR ISO TR ISO e ISO ™ TR
Laydown SAGE SAGE
Li
S Utype IS0 '?g TR|TR|T®|T™|Prs|Ps| rs
multi-multi | 1ISO

ISCAR
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Full Profile Solution for Internal Threading with ISCAR Threading Laydown Line

Family/TPI 3 4 45 5 6 7 8 9
B-type UN NPT
M-type RND UN NPT RND
UN whitworth UN whitworth | UN whitworth UN iy
STACME STACME | STACME NP S
G-type STACME ACME AP| UN whitworth ACME APl | ACME ABUT UN whitworth AACB’\LAJI‘Er LAJ\E[J UN whitworth
RND BUT EL EL RND el
STACME | UNACME
U-ype | ACMEABUT | ABUT S
multi-multi N
API RD
Family/TPI 10 1 15 12 13 14 16 18
) UN whitworth ) UN whitworth
Btype | UN whitworth | “Piworth NPT UN NPT BgpT | UN Whitworth | = o o
BSPT UNJ
UNJ UNJ
whitworth UN whitworth :
M-type oo NPT UN Nor e [ UN whitworth UN
UN whitworth UN whitworth U,':";f;“,f“gﬁg“ UN whitworth |
. STACME | UNwhitworth| UNNPT | STACME N e STACME [ R
YP® | ACMEABUT |  BSPT NPTF | ACME UNJ ST | ACME UNJ N
API RD RND ABUT AoMEUNy | ABUT
UN
U-type :
2 Ui Whitworth |~ N
multi-multi API RD whitworth NPT UN whitworth UN
Family/TPI 19 20 2 24 26 27 28 32
whitworth | UN whitworth UN whitworth UN whitworth
B BSPT UNJ UNJ UNJ SIVIENS,
M-type whitworth | UN whitworth
o whiworth | UNwhitworth | [ UNwhitworth| | UNNPT | UN whitworth | UN whitwort
yP BSPT UNJ ABUT UNJ NPTF BSPT UNJ UNJ
Family/TPI 36 40 44 a8 64
UN .
G-type whitworth whitworth UN

Member IMC Group
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USER GUIDE

Application
machining diameter e what is the machining diameter?

The tables below define the recommended maximum possible workpiece diameters for external threading, and the
recommended minimum possible bore workpiece diameter for internal threading based on ISCAR's threading families.

External Threading

Family/Application Up to 920 mm Up to @50 mm Up to ©250 mm Unlimited

CUT-GRIP ° ° (0] )

PENTACUT \

\ °
SWISSCUT \Y ° 0]
ISCAR Threading Laydown Line V ° V

<|O|O

V - Recommended (1st choice); ® - Suitable (2nd choice); o - Can be selected (optional)

Internal Threading

Family/Application From 2.4 mm | From @4 mm | From @7 mm | From @8 mm |From @12.5 mm| From @20 mm

GEPI Line O %

CUT-GRIP TIPI Line %
PICCOCUT V \ v \% V %
MINICHAM o O O O O
CHAMGROOVE ° v °
ISCAR Threading o e v \Y

Laydown Line

V - Recommended (1st choice); ® - Suitable (2nd choice); o - Can be selected (optional)

Application
Operation Stability e Does the threading machine have good or bad stability?

The possibility of increasing tool life, especially when the threading process is unstable, can be expedited by
positioning and clamping the insert into the pocket of the holder. ISCAR’s recommendation for interrupted
machining, expected vibrations, etc., is to use a more rigid clamping system. For external threading,

you can use the table below, whereas for internal threading, contact an ISCAR consultant.

External Threading

Family/Application Unstable Applications
CUT-GRIP
PENTACUT

ISCAR Threading Laydown Line
SWISSCUT

Family/Application Stable Applications

ISCAR
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Application

e what type of coolant is available (external coolant,
internal coolant, possibility for high pressure coolant)?

N2

tool adaeptor e what type of tool adaptor is available?

coolant

ISCAR receommends always using coolant when threading, but this also depends on the type of
machine that's available. ISCAR's recommendation for coolant priority is shown in table below.

High Pressure Coolant Internal Coolant External Coolant
recommended (15t choice) suitable (2" choice) can be selected (optional)
Tool adaptation selection, like coolant selection, depends on the type of machine that's available.
ISCAR provides a wide range of tools with different adaptations and with different cooling
methods in accordance with the threading family/line, as shown in the table below.

CUT-GRIP PENTACUT swisscut  'SCAR Threading
Laydown Line

square shank tools without coolant channels V V V V
square shank tools with coolant channels V
square shank tools with high

pressure coolant system

square shank tools with bottom fed

high pressure coolant system

drophead square shank tools

without coolant channels

tools with CAMFIX shanks for polygonal
taper interface with coolant channels
interchangeable adaptors with internal
channels for high pressure coolant
interchangeable adaptors with

internal coolant channels
interchangeable adaptors without
internal coolant channels

blade V V
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External Threading Holders

\Y V \Y V
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Internal Threading Holders
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ISCAR
CUT-GRIP PICCOCUT MINICHAM CHAMGROOVE Threading
Laydown Line
threading bars without v y v
coolant channels
threading bars with coolant channels V \ V V
tools with CAMFIX shanks
for polygonal taper interface V V
with coolant channels
interchangeable heads with v
internal coolant channels
interchangeable heads without v
internal coolant channels
perpendicular holder V
high precision holder with v
coolant channels
multi-use holder V

Application
e what is the overhang of the required tool for threading?
(this question usually refers to internal theads)

overhang

The threading tools can be produced from steel or solid carbide. When threading with high
overhang, a highly rigid tool system is required to maintain stable production.

If overhang is 4 X tool diameter, ISCAR recommends using solid carbide tools
to improve performance due to their high rigidity features.

Every ISCAR threading family for internal threading includes steel and solid carbide
tools and AVC threading heads for Anti Vibration holders Wisperline.

Tool Material Overhang r—max. overhang—
v
steel tool up to 3 x tool diameter % S — | %
, ) : & e @!}L
solid carbide tool 4 - 7 x tool diameter f tool diameter

ISCAR
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Tool Configuration
cutting geometry e what top rake geometry is the recommended for threading?

Chip control is very important during threading production in order to prevent the chips from curling on the tool, which
necessitates stopping the machine to clean the chips from the cutting area. In addition, non-breaking chips cause poor surface
quality of the workpiece in its cutting area. In view of the above, ISCAR's recommendation in most cases is to select inserts
with a chipformer to form the chips into shapes that will break them into small segments or, to select inserts with a deflector
whose purpose is to direct the chips outside the cutting area. For brittle materials such as cast iron or for short depth cutting,
it is possible to use inserts with a flat top area. The tables below show the top rake insert geometry for each threading family.

Available Top Rake Geometry for Production of Internal Threading

Family/Top Insert Area Deflector Chipformer
CUT-GRIP v
PICCOCUT V
MINICHAM Vv
CHAMGROOVE \Y
B-type vV
ISCAR Threading M-type v
Laydown Line il 0 v
U-type V
multi-multi V

Family/Top Insert Area Flat Deflector Chipformer
CUT-GRIP V V
PENTACUT V
SWISSCUT v
B-type V
ISCAR Threading Mype v
Laydown Line P v
U-type V
multi-multi \

Tool Configuration
cutting tool design e what is the preferred orientation of the insert into the tool?

What is more effective - tangential clamping or laydown clamping? This can often lead the user to hesitate when
selecting the right cutting tool when there are threading cutters with laydown inserts and tangentially clamped inserts.

In general, laydown clamping is recommended in threading production on large diameters (@200 mm and above)
and/or when using ductile materials as this solution allows the chips to flow (to be evacuated) without
interference, easily and efficiently. In other cases, tangential clamping is recommended.

In either event, the question of using the cutters with tangential or laydown clamping inserts should be
resolved specifically. The ISCAR application specialists will be glad to advise you of the best choice.

Member IMC Group
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Z
Z
C
D) Tool Material
|_ grade * which cutting tool grade is most suitable for threading?
Q Selecting a grade is strongly connected with the cutting geometry of a tool and other factors. The following
<E tables show the correct choice: they visualize a grade position in the field of application in accordance
LU with standard ISO 513 and characterize the grade properties compared with other grades.
m The tables provide summary data about grade application in coordinates of classification
numbers from standard ISO 513 and availability of each grade per threading family.
I There are main and complementary grades. The main grades are more popular in machining a considered class of
I_ engineering materials, but in specific cases the complementary grades can be effective as well. In situations when a
product produced from a main grade is not available, a complementary grade provides an acceptable alternative.
Material
Steel Cast Iron Nonferrous H'%TIJ;?’)' Hardened Steel
Material Field
- 1C28 P30 - P50 M30 - M40 N10 - N30 S20 - S25
S| 1c228 P25 - P50@ M30 - M40@) K20 - K50 N20 - N40 S25 - S30
2| 1c528 P25 - P45 M30 - M40 S15 - S30
1C928 P20 - P50
1IC50M P20 - P30
® 1C250 P15 - P35@ M20 - M40
E 1C08 M10 - M30 N10 - N25(1 S10 - S30
© 1C508 P20 - P40 M20 - M30 K20 - K30 N10 - N30 S10 - S40 H10 - H20
1C808 P15 - P30 M20 - M30 K20 - K30@ S10 - 5250 H20 - H30®@
1C908 P15 - P30 M20 - M30@) K20 - K301 S10 - 5250 H20 - H30®@
o| 1C806 S15 - 82501
g 1C1007 P10 - P30@ MO5 - M20(") K20 - K40 S05 - S201@) HO5 - H15(1
1C1008 P20 - P50 M20 - M40 K15 - K40 NO5 - N25 S15 - S25 H20 - H30

() Recommended; @ Suitable

Threading Family for Partial Profile Per Available Grades

Available Grades

Partial Profile - 55°

Partial Profile - 60°

CUT-GRIP ICO8, 1C908 IC08, IC908

PENTACUT IC908 IC908

SWISSCUT IC1008
IC908 IC08, 1C908

ISCAR

IC50M, 1CG250, IC808, 1C908, IC1007

IC50M, 1C250, IC508, IC808, 1C908, IC1007

Threading
Laydown Line

1C228, IC50M, IC250, 1C508, IC908, IC1007

IC228, IC50M, 1C250, 1C08,
IC508, 1C908, IC1007

IC50M, 1C250 IC50M, 1C250, IC908
PICCOCUT 1C228, 1C908 1C228, 1C908
MINICHAM IC508 IC508
CHAMGROOVE IC528 IC528

ISCAR
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Threading Family for Full Profile Per Available Grades D)
Available Grades - Threading Standard |—
RND
BUT (DIN 405 - Fire D
(Oil threading | Fighting and API EL (Extreme <E
Profile - Food Industry | (Oil threading Line Oil LU
Buttres Casing)| Pipe Coupling) Profile) threading) UNJ MJ PG D:
ISCAR Threading IC50M,
Laydown Line 1C250, |:I—:
1C228, IC50M, IC08, IC250,
Gaye | OO Z0 | icas0, Ics0s, | PO, 920 | o250, 10908 | 1cs08, | osos | OO
IC908 1C908, IC806
IC806,
IC1007

Threading Family for Full Profile Per Available Grades
Available Grades - Threading Standard

ISO UN (UN, UNC, UNF, UNEF) | Whitworth (BSW, BSF, BSP)
CUT-GRIP IC08, 1C908 IC08, 1C808, 1C908 IC08, 1C908
PENTACUT IC908 IC908 IC908
SWISSCUT IC1008
B-type IC908 IC908 IC908
M-type IC50M, IC250, IC508, IC50M, IC250, 1C808, IC50M, IC250, 1C508,
IC808, 1C908, IC1007 IC908, IC1007 IC808, 1C908, 1C1007
ISCAR threading e IC228, IC50M, IC250, 1C08, IC228, IC50M, 1C250, 1C08, IC228, IC50M, 1C250,
Laydown Line IC508, IC908, IC1007, IC928 IC508, 1C908, IC1007 |C508, 1C908, IC1007
U-type 1C228, IC50M, 1C250, 1C908 IC50M, 1C250, 1C908
: . 1C228, 1C250, 1C950,
multi-multi IC908, 1C1007 IC50M, 1C908 IC908
PICCOCUT IC908
Threading Family for Full Profile Per Available Grades
Available Grades - Threading Standard
NPT NPTF API RD
(National Pipe (National Pipe BSPT (Oil threading
Family threading) threading) (British Standard Pipe) Round Profile)
IC08, 1IC908 IC08, 1C908
PENTACUT 1C908 IC908
B-type IC908 IC908
ISCAR M-type IS0, 12250, ICIE08 IC808, 1C908, IC1007
Threading |02|229(|)§é(|)i/|1 ngso IC50M, 1G250, IC508 IC50M, 10250
Laydown Line e R e N e T IC908, IC1007 IC508, 10908
multi-multi IC908 IC908
Threading Family for Full Profile Per Available Grades
Available Grades - Threading Standard
STACME SAGE ABUT TR
ISCAR (STUB ACME) ACME | (Sagengenwinde) | (American Butress) | (Trapeze Shaped DIN103)
Threading IC228, IC50M, 1C250, 10250, 10908 IC50M, IC250, |C228, IC50M, 1C250,
Laydown Line IC250, IC908 IC908 ' IC08, 1C908 IC508, 1C908, IC1007
l%g%% IC250, IC908 IC50M, IC250, 1C908 | IC228, IC50M, 1C250, 1C908
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USER GUIDE

Economical Consideration

economical efficiency e what are the number of cutting edges on the insert?

The parameter for a number of cutting edges is an economic consideration.
The more cutting edges on an insert, the lower the cost per insert cutting edge.

Example for a Quick and Easy Way to Select a Correct Solution

Requirements

M100x1.75 according to ISO standard

external threads

partial profile

aisi 316 stainless steel bar

the threading machine has good stability, available high-pressure coolant, and square shank tool adaptation

Application

gender of thread | e is external or internal threading required?
Family/Line External Threading
ISCAR Threading Laydown Line V
PENTACUT \%
SWISSCUT \%
CUT-GRIP V

Conclusion: ISCAR threading laydown line, PENTACUT, SWISSCUT,
and CUT-GRIP can produce external threading. Only these families are relevant.

e s full profile or partial profile required?

e what is the threading profile? (square,
triangular, trapezoidal or other)?

e what is the threading standard?

threading profile/standard

Requested partial profile of threading M100x1.75 - triangular threading form with angle 60°

Standard

Family Partial Profile - 60°
CUT-GRIP V
PENTACUT V
SWISSCUT V
V
ISCAR Threading V
Laydown Line V
V

Conclusion: CUT-GRIP, PENTACUT, SWISSCUT and ISCAR threading laydown line
(B-type, M-type, G-type and U-type) can produce triangular threading with a 60° angle.

ISCAR
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Application
pitch/TPI e what is the threading pitch/tpi?

According to the table below, it is possible to check which families can produce a requested
pitch of 1.75 mm.

03 | .. |oas| .. Jos | . [15]| . [17] . J115] . | 3

<%

Family/Pitch (mm)
CUT-GRIP
PENTACUT
SWISSCUT
ISCAR

Threading M-type
Laydown Line [eX\We <
Conclusion: CUT-GRIP thread family , PENTACUT thread family and ISCAR threading laydown line (B-type,
M-type and G-type) can produce the requested threading. Only these families will be examined.

\

<
<%

\/
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Application
machining diameter e what is the machining diameter?

Bar diameter is 100 mm. The table below shows the recommended threading families for production of the requested threading.

Family/Application Up to @250 mm Note
CUT-GRIP ° optionally
PENTACUT . suitable (219 choice)
ISCAR Threading Laydown Line V recommended (1 choice)
ISCAR's recommendation depends on the machining diameter.

Conclusion: ISCAR's recommended threading family in order of priority;
1st choice - ISCAR threading laydown line

2nd choice - PENTACUT thread family

3rd choice - CUT-GRIP thread family

Member IMC Group
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Application
operation stability e does the threading machine have good or bad stability?

Family/Application
CUT-G
PENTACUT

ISCAR Threading Laydown Line

Family/Application

Conclusion: according to ISCAR's recommendations, the threading families

order of priority has not changed from the previous section.

Unstable Applications

|

Stable Applications
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Application
e what type of coolant is available (external coolant,

e internal coolant, possibility for high pressure coolant)?
N
tool adaptor | e what type of tool adaptor is available?
High Pressure Coolant Internal Coolant External Coolant
recommended (15t choice) suitable (219 choice) can be selected (optional)
PENTACUT ISCAR Threading Laydown Line
square shank tools with high N v y

pressure coolant system

Conclusion: according to ISCAR’s recommendations, the threading families
order of priority has not changed from the previous section.

Tool Configuration

e Which cutting geometry is recommended
for machining requAested threading?

Family/Top Insert Area Flat Deflector Chip breaker

Overhang

PENTACUT v
Bt v
ISCAR Threading 1
Laydown Line SHEe v
y G-type \

Conclusion: ISCAR's recommended threading family in order of priority;

1st choice - ISCAR threading laydown line, B-type or M-type insert

2 choice - PENTACUT thread family or ISCAR threading laydown line, G-type insert
3 choice - CUT-GRIP thread family

ISCAR
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Tool Material D)
grade e which cutting tool grade is most suitable for threading? |—
Material D
Steel Stainless Steel Cast Iron Nonferrous Hiehiiemes Hardened Steel <E
Allows |_|J
Material Field D:
IC28 P30 - P50 M30 - M40 N10 - N30 S20 - 825 I
1C228 P25 - P50@ M30 - M40@ K20 - K50 N20 - N40 §25 - 830 |—
'§’ 1C528 P25 - P45 M30 - M40 5§15 - 830
(=)
=l 1c928 P20 - P50
IC50M P20 - P30
° 1C250 P15 - P35@ M20 - M40
E IC08 M10 - M30 N10 - N25(1) S10 - 830
(G
1C508 P20 - P40 M20 - M30 K20 - K30 N10 - N30 S10 - S40 H10 - H20
1C808 P15 - P30 M20 - M30 K20 - K30@ S10 - S25@ H20 - H30@
1C908 P15 - P30 M20 - M301@ K20 - K30@ S10 - S25@ H20 - H30@)
©
g IC806 §15 - 8251
1C1007 P10 - P30@ MO05 - M20() K20 - K40t S05 - S200) HO5 - H15(1
1C1008 P20 - P50 M20 - M40 K15 - K40 NO5 - N25 S15 - §25 H20 - H30
() Recommended; @ Suitable
Available Grades
Family Partial Profile - 60°
CUT-GRIP |C08, 1C908
PENTACUT IC908
B-type IC08, 1C908
ISCAR Threading Laydown Line M-type IC50M, 1C250, 1C508, 1G808, 1C908, IC1007
G-type IC228, IC50M, 1C250, I1C08, I1C508, 1C908, IC1007

Conclusion: ISCAR's recommended threading family in order of priority;

1st choice - ISCAR threading laydown line, M-type insert

2nd choice - PENTACUT thread family, ISCAR threading laydown line, B-type or G-type insert
3rd choice CUT-GRIP thread family

Economical Consideration

economical efficiency e what are the number of cutting edges on the insert?

ISCAR threading laydown line inserts have 3 cutting edges.
PENTACUT inserts have 5 cutting edges
CUT-GRIP inserts have 2 cutting edges

Conclusion: the decision to choose any of the selected tools is not only based on the technical parameters of the
tool, but also on other important factors such as stock availability, cost, terms and conditions of deliver, etc.

Member IMC Group
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Cutting Conditions

The key cutting parameters in threading are cutting speed
(Ve) and feed per revolution (f). If feed per revolution (f)

is a constant value equal to the threading pitch, then

the cutting speed (V) is affected by various factors.

It should be noted that a harder carbide grade has higher
wear resistance and enables higher cutting speed, and

a tougher carbide grade with its better impact strength

is intended for lower speed but enables higher feed.

There is also a relationship between insert tool life
and cutting speed, which roughly be described
in accordance with the chart below.

tool life

cutting
speed

This graph represents the most reasonable cutting speeds.

The velocities at the high and low ranges do not
necessary exhibit the same relationship.

The machinability factor should be taken into consideration
as machinability of each engineering material is different,
and even the same material can be substantially different
in its machinability (for example, machining threading

in a tool steel will be with different cutting conditions

for annealed, pre-hardened and hardened). Therefore,

a specific force needed to remove a unit of a chip

section, and load acting on an insert, differ too.

The threading tool body is also important. A
durable design of the body, position of the insert
into the tool, and a reliable insert clamping method
ensure machining under high cutting data.

Other limitations such as unstable machining
conditions and large overhang, improper workpiece
clamping, machine axis backlash, workpiece with

a thin wall, and varied hardness of workpieces,

can lead to decreasing the cutting speed.

Machine tool and tool holding also represent a constraint.
Poor machine conditions and non rigid toolholders
create an additional barrier for increased cutting data.

The mentioned arguments are very general and no
doubt everyone who is involved in metal cutting

is familiar with them. They are good illustration of
complex dependence or the cutting data on different
attributes. How to go from the generalities to the
particulars and specify the starting cutting data?

The following cutting recommendations have
been developed by ISCAR specialists and
accordingly apply to ISCAR products.

Feed (F)

Feed per revolution (F) always is a constant

value that equal to the threading pitch.

For example:

In order to produce threading with a 2 mm pitch,

the feed will be 2 mm/rev (mm per revolution).

In order to produce threading with 14 TPI, the feed will
be 1.8 mm/rev (mm per revolution). In this case, the
definition of the value of the feed per revolution (F) is
required to convert a value of TPI to pitch in mm, i.e.

25.4

Usable Formulas

1 inch = 25.4 mm

254 .
TP = Pitch (mm)
Cutting Speed (V)

The starting cutting speed can be
defined as the following formula:

Vc = Ks x Vo

When

Ve — starting cutting speed
Ks — stability factor

Vo — basic cutting speed

Stability Factor (Ks) is defined by the below
estimate of threading operation stability:

for normal stability: ks=1
for unstable operations such as: high overhang,
poor clamping and etc.: ks=0.7

Basic cutting speed (Vo) is determined in the table below,
according to carbide grade and workpiece material.

ISCAR
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Machining Data for Threading Z
S Coated
2 s oC
w |2 IC228 IC908 IC808 IC1007 D)
Tensile g |5 Cutting Speed —
o Strength| B | g 9 5P
@ Material Condition |[N/mm?]| T |=|m/min| SFM | m/min | SFM | m/min | SFM | m/min | SFM D
<025% C|  annedled 420 | 125 |1 |60-100 [200-330 | 115-190 | 380-620 | 125-205 | 410670 | 135-230 | 440-750 <
non-aloy  20.25% C| _annealed 650 | 190 | 2 | 60-95 |200-310 | 110-180 | 360-590 | 120-195 | 390-640 | 130-220 | 430-720 L]
steeland —_ 50 | AUeNChed and | ggy | o5 | 3| 50-90 | 160-300 | 100-175 | 330-570 | 105-185 | 340-610 | 120-210 | 390-690 s
cast steel, tempered
free cutting annealed 750 | 220 | 4 | 45-85 | 150-280 | 90-165 | 300-540 | 95-175 | 310-570 | 110-200 | 360-660 E
steel 0
U900 q“femi?egnd 1000 | 300 |5 | 45-85 |150-280 | 90-165 |300-540 | 95-175 | 310-570 | 110-200 | 360-660
o oy e G2 annealed 600 | 200 |6 | 50-95 | 160-310 | 100-180 | 330-590 | 105-195 | 340-640 | 120-215 | 390-710
steel o 280|275 [ 7| 4075 [180-250 ] 75-140 | 250460 | 80-150 | 260-490 | 90-170 |800-560
(less than 5% of q“tee”r‘;pzreg” 1000 | 300 |8 3570 | 110-230 | 70-135 | 230-440 | 75-145 | 250-480 | 85-160 | 280-520
alloying elements) 1200 | 350 |9 | 3570 | 110-230 | 70-135 | 230-440 | 75-145 | 250-480 | 85-160 | 280-520
high alloyed annealed 680 | 200 |10| 40-65 |130-210 | 80-120 | 260-390 | 85-130 | 280-430 | 95-145 | 310-480
steel, cast steel quenched and
o ton] stel R 1100 | 325 |[11] 25-50 | 80-160 | 50-100 | 160-330 | 55-105 | 180-340 | 60-120 | 200-390
stainless steel mfaerrgr'}‘;{ic 680 | 200 |12| 35-70 |110-230 | 70-130 |230-430 | 75-140 |250-460 | 85-155 |280-510
and cast steel martensiic | 820 | 240 |13] 45:60 | 150-200 | 85-110 | 280-360 | 90-120 | 300-390 | 100-130 | 330-430
- [eiless i) UL 600 | 180 |14 45-75 | 150-250 | 90-140 | 300-460 | 95-150 |310-490 | 110-170 | 360-560
and cast steel duplex
ferritic / peariitic 180 | 15| 65-85 | 210-280 | 125-160 | 410-520 | 135-170 | 440-560 | 150-190 | 490-620
gty sl (€8] pesilile ) 260 |16 45-65 | 150-210 | 90-120 |300-390 | 95-130 |310-430 | 110-145 | 360-480
martensitic
nodular cast ferritic 160 |17] 35-70 | 110230 | 70-130 | 230-430 | 75-140 | 250-460 | 85-155 | 280-510
iron (GGG) pearlitic 250 |18] 30-60 | 100-200 | 60-115 | 200-380 | 65-125 | 210-410 | 70-140 | 230-460
. ferritic 130 |19] 30-35 [ 100-110| 60-70 |200230| 65-75 |210-250 | 70-85 |230-280
malleable cast iron —
pearlitic 230 |20] 30-75 | 100-250 | 60-145 | 200-480 | 65-155 | 210-510 | 70-175 | 230-570
aluminum- not hardenable 60 | 21]50-195 | 160-640 | 100-365 |330-1200| 105-390 [340-1280] 120-440 |390-1440
wrought alloys hardenable 100 |22]40-115 | 130-380 | 80-220 | 260-720 | 85-235 | 280-770 | 95-265 | 310-870
ipo s | ot hardenable 756 | 23[105-215] 340-710 | 200-400 |660-1310| 215-430 [710-1410] 240-480 [790-1570
auminum- ~ 7° hardenable 90 |24 105-150| 340-490 | 200-280 | 660-920 | 215-300 | 710-980 | 240-335 [790-1100
cast alloys i
S 129 si el 130 |25 [105-150| 340-490 | 200-280 | 660-920 | 215-300 | 710-980 | 240-335 |790-1100
temperature
>1% Pb | free cutting 110 |26 40-135 | 130-440 | 80-255 | 260-840 | 85-275 | 280-900 | 95-305 |310-1000
copper brass 90 |27[40-135 [130-440 | 80-255 | 260-840 | 85-275 | 280-900 | 95-305 [310-1000
alloys electrolytic
Sonper 100 |28 40-130 | 130-440 | 80-255 |260-840 | 85-275 |280-900 | 95-305 |310-1000
clrgplesiies 70 1o9| 40-130 | 130-430 | 80-250 | 260-820 | 85-265 | 280-870 | 95-300 | 310-980
) fiber plastics Shore D
non metallic 55
hard rubber Shor | 30| 40-180 | 180-430 | 80-260 | 260-820 | 86-265 | 280-670 | 95-300 | 310-980
e based | 2nealed 200 |31] 25-30 | 80-100 | 45-60 |150-200| 50-65 |160-210| 55-70 | 180-230
high hardened 280 |32] 15-25 | 50-80 | 3550 |110-160| 3555 |110-180| 40-60 |130-200
temperature annealed 250 |33] 1015 | 80-50 | 20-30 | 70-100 | 20-30 | 70-100 | 25-35 | 80-110
alloys b;;’er do hardened 350 |34| 510 | 2030 | 1525 | 50-80 | 1525 | 50-80 | 18-30 | 60-100
cast 320 |35| 5-10 | 2030 | 1525 | 50-80 | 1525 | 50-80 | 18-30 | 60-100
pure 400 | 190 |36 75-90 |250-300 | 140-170 | 460-560 | 150-180 | 490-590 | 170-205 | 560-670
fitanium alloys aphatbeta |50 | 510 (37| 2535 | 80-110 | 50-70 | 160-230 | 55-75 |180-250 | 60-85 |200-280
alloys, hardened
- dened stod hardened 55 HRC| 38| 25-30 | 80-100 | 4560 |150-200| 50-65 |160210| 55-70 | 180230
hardened 60 HRC| 39| 25-30 | 80-100 | 4560 |150-200| 50-65 |160210| 55-70 | 180230
chilled cast iron cast 400 |40] 25-30 | 80-100 | 4560 |150-200| 5065 |160-210| 55-70 | 180-230
cast iron hardened 55 HRC|41| 25-30 | 80-100 | 45-60 |150-200| 50-65 |160-210| 55-70 | 180-230

() For workpiece materials list, see pages 443-472
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USER GUIDE
Troubleshooting
- Cause Solution

e excessive heat in cutting zone e reduce RPM / reduce depth of
§ e wrong carbide grade cut / check turned dia.
"g ¢ inadequate coolant supply e use coated grade / use harder grade
5 ® depth of cut too large * apply coolant
"g e cutting speed too high e reduce depth of cut / increase no. of passes
o * nose radius too small e reduce cutting speed
"Q’ e if possible use insert with larger radius
o

e cutting speed too high ® reduce RPM
~ ¢ infeed depth too small e modify flank infeed / increase depth of cut
b5 ¢ highly abrasive material e use coated grade
E ® inadequate coolant supply e apply coolant
_§ ® wrong inclination anvil e reselect anvil
g e wrong turned dia. prior to threading e check turned dia.
&’ e insert is above center line e check center height

e wrong turned dia. prior to threading e check turned dia.
@ * wrong grade ® use tougher grade
E’ ; ‘| ® poor chip control e change to M-type / B-type inserts
S b | e incorrect center height and use modified flank infeed
& 9 e check center height
Tt
(7]
2

e cutting edge too cold e increase RPM / increase depth of cut
° * wrong grade ® use coated grade
2 * inadequate coolant supply * apply coolant
l-:_ e incorrect cutting speed e increase cutting speed
=)
2
a

® incorrect workpiece clamping ® use soft jaws

e incorrect tool setup e check tool overhang / use anti-vibration bars
- e incorrect cutting speed e increase cutting speed
= e incorrect center height e check center height
&
s
@ e unsuitable threading profile e adjust to correct tool, anvil, and insert
% e incorrect center height e adjust center height
a e incorrect pitch in the program e change the program
=
S
£

ISCAR
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USER GUIDE

Cause

Solution

Broken Nose During 15t Pass

cutting edge too cold

depth of cut too large

wrong grade

wrong turned dia. prior to threading
incorrect center height

infeed depth too shallow

wrong inclination anvil

tool overhang tool long

reduce RPM

reduce depth of cut/increase

number of infeed passes

use tougher grade

check turned dia.

adjust center height

change depth of cut

reselect anvil

reduce tool overhang / use anti-vibration bar

Poor Surface Finish

wrong cutting speed
excessive heat in cutting zone
poor chip control

inadequate coolant supply
wrong inclination anvil

tool overhang too long
incorrect center height

increase/reduce RPM
reduce depth of cut
modify flank infeed
apply coolant
reselect anvil

reduce tool overhang
check center height

Poor Chip Control

excessive heat in cutting zone
wrong grade

inadequate coolant supply

wrong turned dia. prior to threading
incorrect method of infeed

reduce rpm /change depth of
cut /check turned dia.

use coated grade /check turned
dia./use m/b-type inserts

apply coolant

check turned dia.

modified flank infeed 3-5°
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(D USER GUIDE
Z Special Request Form Thread Turning
m Project Information customer: industry: country:
E customer goal (productivity, economy, etc.):
D proposal for: | finish insert [ I'rough insert [ holder [ machining concept
<E iscar representative: email: tel:
LLJ
m Competitors: Target Price: Annual Consumption:
I_ Threading designation pitch standard tolerance clas:
major dia. minor dia. pitch dia. number of starts
threading length [ through hole L] blind hole
special form

for non-standard profiles, detailed information must be supplied (drawing, dimensions & tolerances)

Application part material hardness
A S \ 4 LH A
RH <= @\
Right-Hand
Threading AN RH | J N & J

A==
Left-Hand [ @& UL
Threading O = O\ RH J
Y SR
__Jf\/\v __J\v/\J AN /\”\/\f
Insert Profile: ~—_ — — ~— @@
L1 full [ partial | semi-partial [ multi-point
Y Y Y Y
\v \
Infeed: -~ -~ -~
[ ] radial [ ]'incremental [ ] flank [ modified flank
Attachments L] drawing LI model [ sketch [ photo
Machine model shank type/size
coolant: [ Tinternal [l external [Inone type:

remarks:

ISCAR




Thread Turning Inserts
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Partial Profile 55° (Whitworth)

ISCARTHiR=EAD
U-Type

Il

Medium class

ER/L-55°

External Laydown Threading
Inserts with a 55° Partial Profile
for General Applications

B.S.84

External right-hand shown
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Dimensions Tough «<— Hard
NMEHEREEE
Designation Ic TPIX® TPIN® INSL RE PDY px |8|8|&8|8|3|5
11ER A 55 6.35 48.00 16.00 11.00 0.05 0.8 0.9 ° [
16EL A 55 9.52 48.00 16.00 16.49 0.05 0.8 0.9 o | e
16ER A 55 9.52 48.00 16.00 16.49 0.05 0.8 0.9 e | e [
16EL AG 55 9.52 48.00 8.00 16.49 0.07 12 17 ° °
16ER AG 55 9.52 48.00 8.00 16.49 0.07 1.2 1.7 [ ° o | @
16ERB AG 55 (1) 9.52 48,00 8.00 16.49 0.07 1.2 1.7 °
16ERM AG 55 (1) 9.52 48.00 8.00 16.49 0.07 1.2 1.7 o|o oo e
16EL G 55 9.52 14.00 8.00 16.49 0.23 1.2 1.7 °
16ER G 55 9.52 14.00 8.00 16.49 0.23 12 17 ° o
16ERB G 55 (1) 9.52 14.00 8.00 16.49 0.23 1.2 1.7 °
16ERM G 55 (1) 9.52 14.00 8.00 16.49 0.23 1.2 1.7 oo oo
22EL N 55 12.70 7.00 5.00 22.00 0.42 1.7 2.5 °
22ER N 55 12.70 7.00 5.00 22.00 0.48 1.7 25 ° °
22UEIRL U 55 12.70 4.50 3.25 22.00 0.60 0.9 1.0 o | o
27ER Q 55 15.88 4.50 4.00 27.50 0.60 20 2.9 o [
27UEIRL U 55 15.88 4.00 2.75 27.50 0.81 12 13.7 °
e Anvils for laydown inserts, see pages 26-35, 234-237
® For recommended number of passes see pages 81-82
e For insert identification system, see page 24
* For threading between walls use GRIP-type inserts TIP-WT, GEPI-WT, TIPI-WT
® For detailed cutting data, see pages 104-105
() With pressed chipformer
(2 Threads per inch maximum
@) Threads per inch minimum
Tools: C#-SER/L e SER-D e SER/L ® SER/L-JHP e SER/L-JHP-MC
| N C H
Dimensions Tough <— Hard
HMEREEE
Designation Ic TPIX® TPIN® INSL RE PDY px |8|8|8|8|3|5
11ER A 55 .250 48.00 16.00 433 .0020 .03 .04 o o
16EL A 55 375 48,00 16.00 .649 .0020 .03 .04 o | e
16ER A 55 375 48,00 16.00 .649 .0020 .03 04 o | e °
16EL AG 55 375 48.00 8.00 .649 .0027 .05 .07 o o
16ER AG 55 .375 48.00 8.00 .649 .0027 .06 07 ° ° o | e
16ERB AG 55 (1 375 48,00 8.00 649 0027 05 07 °
16ERM AG 55 (1 375 48.00 8.00 649 0027 05 07 LI N
16EL G 55 375 14.00 8.00 .649 .0091 .05 07 [
16ER G 55 375 14.00 8.00 .649 .0091 .05 .07 ° °
16ERB G 55 (1) 375 14.00 8.00 649 0091 05 07 °
16ERM G 55 (1) 375 14.00 8.00 649 0091 .05 07 oo (o e
22EL N 55 .500 7.00 5.00 .866 .0165 07 10 °
22ER N 55 .500 7.00 5.00 .866 .0189 .07 10 o o
22UEIRL U 55 .500 4.50 3.25 .866 .0236 .04 43 o | e
27ER Q 55 .625 4.50 4.00 1.083 .0236 .08 b ° [}
27UEIRL U 55 625 4.00 2.75 1.083 .0319 .05 54 [

* Anvils for laydown inserts, see pages 26-35, 234-237

e For recommended number of passes see pages 81-82

e For insert identification system, see page 24

® For threading between walls use GRIP-type inserts TIP-WT, GEPI-WT, TIPI-WT
* For detailed cutting data, see pages 104-105

() With pressed chipformer

(2 Threads per inch maximum

() Threads per inch minimum

Tools: C#-SER/L e SER-D e SER/L e SER/L-JHP e SER/L-JHP-MC
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ISCARTrHREAD

U-Type

IR/L-55°

Internal Laydown Threading
Inserts with a 55° Partial Profile
for General Applications

Medium class
B.S.84

Internal left-hand shown
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Dimensions Tough «<— Hard
~
SI82|g|18/18|8|8
Designation IC TPIX TPIN® INSL RE PDY PDX Sl ||| |
06IR/L A 55 4.00 48.00 20.00 6.88 0.08 0.6 0.6 (]
08IL A 55 5.00 48.00 16.00 8.24 0.08 06 0.7 .
08IR A 55 5.00 48.00 16.00 8.24 0.08 0.6 0.7 o | o .
08UIRL U 55 5.00 18.00 12.00 8.24 0.10 0.9 4.0 o
11IL A 55 6.35 48.00 16.00 11.00 0.05 08 0.9 . °
11IR A 55 6.35 48.00 16.00 11.00 0.05 0.8 0.9 . . o | o
16IR A 55 9.52 48.00 16.00 16.49 0.05 0.8 0.9 [ o
16IL AG 55 9.52 48.00 8.00 16.49 0.07 1.2 1.7 °
16IR AG 55 9.52 48.00 8.00 16.49 0.07 12 1.7 . .
16IRB AG 55 () 9.52 48,00 8.00 16.49 0.07 1.2 1.7 °
16IRM AG 55 (1) 9.52 48.00 8.00 16.49 0.05 1.2 1.7 ° oo |0
16IL G 55 9.62 14.00 8.00 16.49 0.20 1.2 1.7 °
16IR G 55 9.52 14.00 8.00 16.49 0.23 12 1.7 o | o .
16IRB G 55 (1 9.52 14.00 8.00 16.49 0.23 1.2 1.7 °
16IRM G 55 (1 9.52 14.00 8.00 16.49 0.20 1.2 1.7 ° oo |0
22IR N 55 12.70 7.00 5.00 22.00 0.42 1.7 25 o o .
27IR Q 55 15.88 4.00 4.00 27.50 0.60 2.0 2.9 [
* Anvils for laydown inserts, see pages 26-35, 234-237
* For recommended number of passes see pages 81-82
e For insert identification system, see page 24
® For threading between walls use GRIP-type inserts TIP-WT, GEPI-WT, TIPI-WT
e For detailed cutting data, see pages 104-105
() With pressed chipformer
(2 Threads per inch maximum
®) Threads per inch minimum
Tools: AVC-D-SIR/L e C#-SIR/L e MGSIR/L e MTET Single Point ¢ PICIN-MGSIR/L e SIR/L
| N C H
Dimensions Tough «<— Hard
w| o |Z=|lo|lo|lo|lo|S
SIS|B|S|8|8|8|¢8
Designation IC TPIX@ TPIN® INSL RE PDY PDX Ol ||| |o|Q
06IR/L A 55 157 48.00 20.00 .27 .0031 .02 02 )
08IL A 55 197 48.00 16.00 324 .0031 02 03 .
08IR A 55 197 48.00 16.00 324 .0031 .02 .03 o | o L]
08UIRL U 55 197 18.00 12.00 .324 .0039 04 16 o
11IL A 55 .250 48.00 16.00 433 .0020 .03 04 .
11IRA 55 .250 48.00 16.00 433 .0020 .03 04 . . o | o
16IR A 55 375 48.00 16.00 649 .0020 .03 04 ° .
16IL AG 55 375 48.00 8.00 .649 .0027 .05 07 .
16IR AG 55 375 48.00 8.00 .649 .0027 .05 07 L] o
16IRB AG 55 () 375 48,00 8.00 649 0027 05 07 °
16IRM AG 55 (1) 375 48.00 8.00 649 .0020 .05 07 ° oo | o
16IL G 55 375 14.00 8.00 649 .0079 .05 07 °
16IR G 55 375 14.00 8.00 .649 .0091 .05 07 o | o .
16IRB G 55 (1) 375 14.00 8.00 649 0091 .05 07 °
16IRM G 55 (1 375 14.00 8.00 .649 .0079 .05 07 ° o (o | o
22IR N 55 .500 7.00 5.00 .866 .0165 .07 10 o | o °
27IR Q 55 .625 4.00 4.00 1.083 .0236 .08 A1 °

¢ Anvils for laydown inserts, see pages 26-35, 234-237

* For recommended number of passes see pages 81-82

¢ For insert identification system, see page 24

e For threading between walls use GRIP-type inserts TIP-WT, GEPI-WT, TIPI-WT

e For detailed cutting data, see pages 104-105

() With pressed chipformer

) Threads per inch maximum

@) Threads per inch minimum

Tools: AVC-D-SIR/L e C#-SIR/L * MGSIR/L ® MTET Single Point ¢ PICIN-MGSIR/L e SIR/L

Member IMC Group
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PENTA 17-WT-RS/LS
Precision Ground Pentagonal
External Threading Inserts
with a 55° Partial Profile

for General Applications

Bt
Medium class
B.S.84
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Dimensions
g
Designation TPIX( TPIN® RE PDX 5}
PENTA 17-WTLOO3LS 72.00 16.00 0.03 0.80 [
PENTA 17-WTROO3RS 72.00 16.00 0.03 0.80 .
PENTA 17-WTLOOSLS 31.00 8.00 0.08 1.40 .
PENTA 17-WTROO8RS 31.00 8.00 0.08 1.40 .

e For insert identification system, see page 45

() Threads per inch maximum

@ Threads per inch minimum

Tools: NQCH-PCHR/L-S-JHP e PCADRS/LS-JHP ¢ PCHRS/LS-17  PCHRS/LS-17-JHP e Y-PCHRS-17 e Y-PCHRS-17-JHP

PENTA 17-WT-RS/LS
Precision Ground Pentagonal
External Threading Inserts
with a 55° Partial Profile

for General Applications

SR
Medium class
B.S.84

Dimensions
g
Designation TPIX® TPIN® RE PDX S
PENTA 17-WTLOO3LS 72.00 16.00 0012 0315 .
PENTA 17-WTROO3RS 72.00 16.00 0012 0315 °
PENTA 17-WTLOOSLS 31.00 8.00 .0031 0551 .
PENTA 17-WTROO8RS 31.00 8.00 0031 0551 °

For insert identification system, see page 45

() Threads per inch maximum

@) Threads per inch minimum

Tools: NQCH-PCHR/L-S-JHP e PCADRS/LS-JHP e PCHRS/LS-17 e PCHRS/LS-17-JHP e Y-PCHRS-17 e Y-PCHRS-17-JHP

THREADING LINE

PENTA 24-WT

Precision Ground Pentagonal
External Threading Inserts
with a Whitworth 55°

Partial Profile

ik
Medium class
B.S.84

Dimensions

[=e]

o

Designation TPIX® TPIN® RE 3
24,00 8.00 0.15 °

80.00 8.00 0.05 [ ]

e For insert identification system, see page 45

e TPIN=6.4/D(inch) D-nominal thread diameter (inch)

() Flat rake (without a chipformer)

(2 Threads per inch maximum

@) Threads per inch minimum

Tools: PCAD RE/LE-JHP e PCADR/L e PCADR/L-JHP e PCHBR/L e PCHR/L-24 e PCHR/L-24-JHP e PCHR/L-24-JHP-MC

ISCAR




THREADING LINE

PENTA 24-WT

Precision Ground Pentagonal
External Threading Inserts
with a Whitworth 55°

Partial Profile

.T’ ;KT’@N
Medium class
B.S.84

Dimensions
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TPIX® TPIN® RE 3

PENTA 24A-WT. 24,00 8.00 0059 °
PENTA 24A-WT-0.05 (1) 80.00 8.00 0020 °

e For insert identification system, see page 45

e TPIN=6.4/D (inch) D-nominal thread diameter (inch)

() Flat rake (without a chipformer)

) Threads per inch maximum

@) Threads per inch minimum

Tools: HMSDV PEN e HSTBS-PEN e PCAD RE/LE-JHP e PCADR/L e PCADR/L-JHP ¢ PCHBR/L ¢ PCHR/L-24 e PCHR/L-24-JHP

ISCARTHiREAD

+0.025 17.7 Ref. a
CUTGHIF T&!W
TIP-WT

Precision Ground Double-Ended
Threading Inserts with a 55°
Partial Profile and a Chipformer

Dimensions Tough <— Hard
2 8
Designation cwW RE RETOL® TPIX® TPIN® S S
TIP 2WT-0.05 (1) 2.40 0.05 0.030 54,00 12.00 ° .
TIP 4WT-0.15 () 4.00 0.15 0.030 19.00 7.00 ° °
TIP 5WT-0.25 () 5.50 0.25 0.030 12.00 6.00 .

* Toolholder seat needs to be modified according to insert profile to ensure clearance

® Pitch max 0.187xD

¢ internal & external tolerance: B.S.84 medium class

e D-Diameter of thread (inch)

) TPIN(thread per inch minimum) = D/6.4

(2 Corner radius tolerance (+/-)

©) Threads per inch maximum

) Threads per inch minimum

Tools: C#-GHDR/L e CGHN 26-M e CGHN 32-DGM ¢ CGHN 32-M ¢ CGHN-D ¢ CGHN-DG e CGHN-S ¢ CGPAD e CGPAD-JHP
* GHDRI/L (short pocket) ® GHDR/L-JHP (short pocket) ¢ GHDR/L-JHP-MC (short pocket) ® GHGR/L ¢ GHMPR/L ¢ GHMR/L ¢ GHSR/L
® GHSR/L-JHP-SL e NQCH-GHSR/L-JHP

Member IMC Group
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ISCARTHREAD - —
+.001 d ef - (
CUTGHE i 1!*~

TIP-WT

Precision Ground Double-Ended
Threading Inserts with a 55°
Partial Profile and a Chipformer
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Dimensions Tough «<— Hard
(=)
=] S
Designation cw RE RETOL® TPIX® TPIN@ © S
TIP 2WT-0.05 (1) 094 002 0012 54.00 12.00 ° °
TIP 4WT-0.15 () 157 006 0012 19.00 7.00 . .
TIP 5WT-0.25 (1) 217 010 0012 12.00 6.00 .

¢ Toolholder seat needs to be modified according to insert profile to ensure clearance

® Pitch max 0.187xD

¢ internal & external tolerance: B.S.84 medium class

* D-Diameter of thread (inch)

) TPIN(thread per inch minimum) = D/6.4

(2 Corner radius tolerance (+/-)

@) Threads per inch maximum

() Threads per inch minimum

Tools: C#-GHDR/L e CGHN 26-M e CGHN 32-DGM e CGHN 32-M ¢ CGHN-D ® CGHN-DG ¢ CGHN-S e CGPAD e CGPAD-JHP

* GHDR/L (short pocket) ® GHDR/L-JHP (short pocket) ® GHGR/L ® GHMPR/L ¢ GHMR/L ® GHSR/L ® GHSR/L-JHP-SL e NQCH-GHSR/L-JHP

ISCARTHREAD -
CUTGRI'F +0.025 10 Ref. h\“w ﬁ\l,,
GEPI-WT Aomet

Precision Ground Double-Ended Y

Threading Inserts with a 55°
Partial Profile and a Chipformer
for 11.5 mm Bore Diameter

Dimensions Tough «<— Hard

(9] RE RETOL® PNA BW TPN®@ TPX® TPIN® TPIX®
2.50 0.05 0.030 6510 1.80 0.470 2.540 10.00 54.00
¢ Toolholder seat needs to be modified according to insert profile to ensure clearance

e Pitch max 0.167xD, TPI min D/6.0

¢ internal & external tolerance: B.S.84 medium class

() Corner radius tolerance (+/-)

(@ Thread pitch minimum (mm)

@) Thread pitch maximum (mm)

@) Threads per inch minimum

(8) Threads per inch maximum

Tools: AVC-GEAIR/L ¢ E-GEHIR / E-GHIR * GEAIR/L ® GEHIMR/L ¢ GEHIMR/L-SC ¢ GEHIR/L * GEHIR/L-SC ¢ GEHSR e GEHSR/L-SL

® (IC08
® (IC908

ISCAR




ISCARTHREAD
CUTGHIF

GEPI-WT

Precision Ground Double-Ended
Threading Inserts with a 55°

Partial Profile and a Chipformer
for .453" Bore Diameter

.394 Ref.

+.001

114 Ref.

Dimensions

©

=] o

Designation CW RE RETOL® PNA  BW TPN (mm)@  TPX (mm)® TPIN®  TPIX®) 3 3
GEPI 2.5-WTO0.05 .098 .002 .0012 55.0 071 470 2.540 10.00 54.00 [ o

¢ Toolholder seat needs to be modified according to insert profile to ensure clearance

e Pitch max 0.167xD, TPl min D/6.0

¢ internal & external tolerance: B.S.84 medium class

() Corner radius tolerance (+/-)

@ Thread pitch minimum (mm)

@) Thread pitch maximum (mm)

) Threads per inch minimum

8) Threads per inch maximum

Tools: AVC-GEAIR/L * GEAIR/L ® GEHIMR/L e GEHIMR/L-SC e GEHIR/L ® GEHIR/L-SC * GEHSR e GEHSR/L-SL

ISCARTrHiRnEAD

2V VI + ¥
CUTGHI~ 0025 (T SN aa . m
Double-Ended Internal Threading A BS84

Inserts with a 55° Partial

Profile and a Chipformer for
20 mm Min. Bore Diameter

Dimensions

Tough <— Hard

(=]

(=] o

o D

Designation cw RE RETOL) TPN® TPIX®) TPIN® o o
TIPI 3.4WT-0.10 3.40 0.10 0.030 0.950 27.00 8.00 o o
TIPI 5.4WT-0.20 5.40 0.20 0.030 1.670 15.00 5.00 °

¢ Toolholder seat needs to be modified according to insert profile to ensure clearance
e Pitch max 0.187xD, TPI min D/5.25 D=Diameter of thread (pitch max<=CW)

() Corner radius tolerance (+/-)

@) Thread pitch minimum (mm)

@) Threads per inch maximum

) Threads per inch minimum

Tools: AVC-GAIR/L ® GAIR/L e GHIR/L (W=1.9-6.4) * GHIR/L-SC (W=2-4.8)

Inserts with a 55° Partial

ISCARTHREAD m
2V VI +.001 #—_l "

CUTGHiF | %97 |

Double-Ended Internal Threading N\ - B.S:84

oW ss
1 tre

Profile and a Chipformer for
.787" Min. Bore Diameter

Dimensions

Tough «<— Hard

(=]

[==] o

o (=23

cwW RE RETOL® TPN (mm)@ TPIX® TPIN® = 2
134 .004 .0012 .950 27.00 8.00 o [
213 .008 .0012 1.670 15.00 5.00 [

¢ Toolholder seat needs to be modified according to insert profile to ensure clearance
e Pitch max 0.187xD, TPl min D/5.25 D=Diameter of thread (pitch max<=CW)

() Corner radius tolerance (+/-)

@ Thread pitch minimum (mm)

@) Threads per inch maximum

@ Threads per inch minimum

Tools: AVC-GAIR/L ¢ GAIR/L ¢ GHIR-SC (W=.079-.138)

Member IMC Group
L 4 11]
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ISCARTHREAD

MINICHAM .

UMGR-A55 ’
Mini Indexable Inserts with =
Whitworth Partial Profile -} '

for Threading in 5.2 mm
and Larger Holes

Medium class
B.S.84

Right-hand shown

Designation WF PNA

TPIX(

Dimensions

TPIN®

TPN®

TPX#

DMIN

UMGR 4.0-A55 2.70 55.0

40.00

24.00

0.500

1.400

® |IC508

5.20

() Threads per inch maximum
(@ Threads per inch minimum
® Thread pitch minimum (mm)
() Thread pitch maximum (mm)
Tools: MGUHR

ISCARTHREAD
MINICHAM o

UMGR-A55 ’
Mini Indexable Inserts with \\:

Whitworth Partial Profile

for Threading in .205"

Medium class
B.S.84

Right-hand shown

and Larger Holes

Designation WF PNA

TPIX)

Dimensions

TPIN®

TPN (mm)®

TPX (mm)@

DMIN

UMGR 4.0-A55 106 55.0

40.00

24.00

500

1.400

® IC508

.205

() Threads per inch maximum
@) Threads per inch minimum
@) Thread pitch minimum (mm)
) Thread pitch maximum (mm)

IS THREALD

I nnEALy

CHAMGROOVE

GIQR/L-WT

Internal Inserts with Whitworth
Partial Profile for Threading

in 8 mm and Larger Holes

Medium class
B.S.84

Left-hand shown

Dimensions

=2}

N

L RE PNA PDPT® WF DMIN TPIN® TPIX® 8
.78 005 55.0 150 480 8.00 16.00 50.00 .
10.68 0.05 550 2.00 6.70 11.00 11.00 50.00 .

* Can be used for thread milling by circular interpolation

e TPImin D/5.9

e D-diameter of thread (pitch max<=W)

® For cutting speed recommendations, see pages 104-105
() Cutting depth maximum

@ Threads per inch minimum

() Threads per inch maximum

Tools: MG ¢ MGCH

ISCAR



ISCARTHREAD
CHAMGROOVE S
GIQR/L-WT Sy
Internal Inserts with Whitworth 2

Partial Profile for Threading
in .31" and Larger Holes

Medium class
B.S.84

i

Left-hand shown

Dimensions

©
N
L RE PNA PDPT( WF DMIN TPIN® TPIX® 5
.306 .002 55.0 059 .189 315 16.00 50.00 o
420 .002 55.0 079 .264 433 11.00 50.00 o
® Can be used for thread milling by circular interpolation
e TPImin D/5.9
e D-diameter of thread (pitch max<=W)
* For cutting speed recommendations, see pages 104-105
() Cutting depth maximum
@) Threads per inch minimum
@) Threads per inch maximum
Tools: MG ¢ MGCH
ISCARTrHiREAD
| OAL |y ﬁ
PICCOCUT T — { DOONMS
PICCO-55°-Thread m  Medumolss |
Inserts for 55° Internal BS84
Thread Profile 4
Right-hand shown

Designation DCONMS  TPIX®

PICCO R 005.5548-15 5.00 48.00
PICCO R 006.5548-15 6.00 48.00
PICCO R 006.5524-15 6.00 24.00
PICCO R 007.5524-15 7.00 24.00

e All mini-bars have sharp corners

* For detailed cutting data, see pages 104-105
() Threads per inch maximum

@ Threads per inch minimum

() Minimum overhang

Holders: PICCO ACE e PICCO/MG PCO (Holder)

Designation DCONMS  TPIX™

PICCO R 005.5548-15 197 48.00
PICCO R 006.5548-15 236 48.00
PICCO R 006.5524-15 236 24.00
PICCO R 007.5524-15 276 24.00

M E T R C

Dimensions
8
TPIN® HC CF PDX WF a OHN® OAL DMIN o
24.00 0.40 0.06 0.5 1.90 4.40 15.0 30.00 4.80 ()
24.00 0.40 0.06 0.5 2.30 5.30 15.0 30.00 6.00 o
16.00 0.81 0.12 0.8 2.30 5.30 15.0 30.00 6.00 o
16.00 0.81 0.12 0.8 2.80 6.30 15.0 30.00 7.00 o

| N C H

Dimensions
S
TPIN@ HC CF PDX WF a OHN® OAL DMIN o
24.00 .016 .002 .02 075 173 .591 1.181 189 o
24.00 016 .002 .02 .091 209 591 1.181 .236 o
16.00 .082 .005 .03 .091 .209 .591 1.181 236 o
16.00 032 .005 .03 110 248 591 1.181 276 o

e All mini-bars have sharp corners

e For detailed cutting data, see pages 104-105
() Threads per inch maximum

@ Threads per inch minimum

() Minimum overhang

Holders: PICCO ACE e PICCO/MG PCO (Holder)

Member IMC Group
L 4 11]
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ISCARTHREAD

PICCOJET

PICCO-55°-N

(65° Threading)
Inserts with Inner Coolant
Channel for 55° Internal
Threading Profile

Medium class
B.S.84

Dimensions

[=]

(=]

Designation DCONMS  TPIX™ TPIN® HC CF PDX WF a LU OAL DMIN 3
2.30 5.30 14.0 36.00 6.00 o

2.80 6.30 14.0 36.00 7.00 °

PICCO R 006.5524-15N 6.06 24.00 16.00 0.81 0.12 0.8
PICCO R 007.5524-15N 7.05 24.00 16.00 0.81 0.12 0.8

o All mini-bars have sharp corners

e Solid tools are suitable for PICCO-N / PICCO ACE-N type holders only
e For detailed cutting data, see pages 104-105

() Threads per inch maximum

() Threads per inch minimum

Holders: PICCO ACE-N e PICCO-N (Holder)

Dimensions

==}

(=1

Designation DCONMS  TPIX™ TPIN® HC CF PDX WF a LU OAL DMIN 3
091 209 551 1417 236 .

110 248 551 1417 276 °

PICCO R 006.5524-15N 238 24.00 16.00 032 .006 03
PICCO R 007.5524-15N 278 24.00 16.00 032 .005 .03

e All mini-bars have sharp corners

e Solid tools are suitable for PICCO-N / PICCO ACE-N type holders only
e For detailed cutting data, see pages 104-105

() Threads per inch maximum

(2 Threads per inch minimum

Holders: PICCO ACE-N e PICCO-N (Holder)

ISCAR



Partial Profile 60°

ISCARTHREAD
RE . PDX

ER/L-60°
External Laydown Threading / @(
Inserts with a 60° Partial Profile DL
for General Applications

/NN

~1C External right-hand shown

©)
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Dimensions Tough <— Hard

© = o © © © S

N 3818|3838
Designation TPN® TPX® TPIX® TPIN® INSL RE PDY PDX |2 |2 ||| |2 2|2
11EL A 60 0500 1500 4800 1600 11.00  0.05 08 0.9 °
11ER A 60 0500 1500 4800 1600 11.00 006 08 09 .
16EL A 60 0500 1500 4800 1600 1649  0.08 1.0 09 o | o .
16ER A 60 0500 1500 4800 1600 1649 008 1.0 09 . o | o o | o
16ERB A 60 (1) 0500 1500 4800 1600 1649  0.08 1.0 08 ° .
16ERM A 60 (1) 0500 1500 4800 1600 1649 0.5 08 09 o | o o [ e | o
16EL AG 60 0500 3000 4800 800 1649 006 12 1.7 o | o .
16ER AG 60 0500 3000 4800 800 1649 008 1.2 1.7 o | o | o | o | @ o | o
16ERB AG 60 (1) 0500 3000 4800 800 1649 006 12 17 .
16ERM AG 60 (1 0500 3000 4800 800 1649  0.08 12 1.7 o | o o | o | o | @
16EL G 60 1750 3000 1400 800 1649 022 12 1.7 ° .
16ER G 60 1750 3000 1400 800 1649 0.2 1.2 1.7 ° o | o o | o
16ERB G 60 (1) 1750 3000 1400 800 1649 022 12 17 °
16ERM G 60 (1 1750 3000 1400 800 1649 025 1.0 15 o | o o | o | o
22EL N 60 3500 5000 700 500 2200 042 17 25 . .
22ER N 60 3500 5000 700 500 2200 042 17 25 o | o[ o | o o | o
22ERM N 60 (1) 3500 5000 7.0 500 2200 032 17 25 o | o o | o | o
22UEIRL U 60 5500 8000 450 325 2200 028 06 06 ° .
27EL Q 60 5500 6000 450 400 2750 063 20 30 .
27ER Q 60 5500 6000 450 400 2750 063 2.0 3.0 o | o .
27UEIRL U 60 6500 9.000 400 275 2750 050 1.0 13.7 o | o

e Anvils for laydown inserts, see pages 26-35, 234-237

® For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

* For threading between walls use GRIP-type inserts SCIR/L B/F -MTR/L, TIP-MT, GEPI-MT, TIPI-MT
DIN13, ISO 68-1, ISO 965 (1&2) - external tolerance: 6g

ANSI/ASME B1.1 - external tolerance: 2A

* For technical information and detailed cutting data, see pages 104-105

() With pressed chipformer

@ Thread pitch minimum (mm)

@) Thread pitch maximum (mm)

@ Threads per inch maximum

) Threads per inch minimum

Tools: C#-SER/L e MTET Single Point « SER-D e SER/L ¢ SER/L-JHP e SER/L-JHP-MC

Member IMC Group
|
L 4 11]




ISCARTHREAD

L

ER/L-60°

External Laydown Threading
Inserts with a 60° Partial Profile
for General Applications

External right-hand shown

THREAD TURNING

Dimensions Tough «<— Hard

o | =| o o|ow|wo|S

N B3N8 IBIB[3]|%
Designation IC  TPN (mm)@ TPX (mm)® TPIX4 TPIN® INSL RE PDY PDX [Q|Q|Q|Q|Q|Q|Q|C
11EL A 60 250 500 1,500 4800 1600 433  .0020 03 04 °
11ER A 60 250 500 1,500 4800 1600 433 0024 03 04 °
16EL A 60 375 500 1.500 4800 1600 649 0081 04 04 o | o °
16ER A 60 375 500 1.500 4800 1600 649 0081 04 04 | e ° o | o
16ERB A 60 (1 375 500 1,500 4800 1600 649 0031 04 03 ° °
16ERM A 60 (1 375 500 1.500 4800  16.00 649 0020 03 04 o | e o o | e
16EL AG 60 375 500 3.000 4800 8.0 649 0024 05 07 o | o °
16ER AG 60 375 500 3,000 4800  8.00 649 0031 05 07 |e|e|e|e|e o | o
16ERB AG 60 (1) 375 500 3,000 4800 8.0 649 0024 05 07 °
16ERM AG 60 (1 375 500 3.000 4800 800 649 0031 05 07 o | e o o |eo| e
16EL G 60 375 1.750 3,000 1400 800 649 0087 05 07 ° °
16ER G 60 375 1.750 3,000 1400 800 649 0087 05 0 | e o | o o | o
16ERB G 60 (1) 375 1.750 3,000 1400 800 649 0087 05 07 °
16ERM G 60 (1 375 1.750 3,000 1400 800 649 0008 04 .06 o | e oo | o
22EL N 60 500 3,500 5,000 700 500 866 0165 07 10 . °
22ER N 60 500 3,500 5.000 700 500 866 0165 07 10 |e|e|e|e o e
22ERM N 60 (1) 500 3.500 5.000 7.00 5.00 866 0126 07 10 oo o o | e
22UEIRL U 60 500 5.500 8.000 450 325 866 0110 02 02 ° .
27EL Q 60 625 5,500 6.000 450 400 1083 0248 .08 12 | e
27ER Q 60 625 5,500 6.000 450 400 1083 0248 08 12 o | o °
27UEIRL U 60 625 6.500 9.000 400 275 1083 0197 04 54 o | o

* Anvils for laydown inserts, see pages 26-35, 234-237

For recommended number of passes see pages 81-82

For Insert Identification system, see page 24

For threading between walls use GRIP-type inserts SCIR/L B/F -MTR/L, TIP-MT, GEPI-MT, TIPI-MT
DIN13, ISO 68-1, ISO 965 (1&2) - external tolerance: 6g

¢ ANSI/ASME B1.1 - external tolerance: 2A

* For technical information and detailed cutting data, see pages 104-105

() With pressed chipformer

@) Thread pitch minimum (mm)

@) Thread pitch maximum (mm)

4 Threads per inch maximum

8) Threads per inch minimum

Tools: C#-SER/L e MTET Single Point ® SER-D e SER/L e SER/L-JHP e SER/L-JHP-MC
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ISCARTrHREAD

IR/L-60°

Internal Laydown Threading
Inserts with a 60° Partial Profile
for General Applications

Internal left-hand shown

©)
<
Z
o
i
|_
a)
<L
LL
o
T
|_

Dimensions Tough «<— Hard
|82 |8|l=|8|8|8]|8

Designation TPN@ TPX® TPIX“ TPIN® INSL RE PDY PDX | | & | & | & |8 |8 | & | 3|5
06IL A 60 0500 1250 4800 2000 6.88 0.05 05 06 °
06IR A 60 0500 1250 4800 2000 6.88 0.05 05 06 o o °
06IRM A 60 (1 0500 1250 4800 2000 68 005 05 06 .
08IL A 60 0500 1500 4800 16.00 8.24 0.05 06 0.7 °
08IR A 60 0500 1500 4800 16.00 8.24 0.05 05 07 ° o . ° °
08IRM A 60 (1 0500 1500 4800 1600 824 004 08 07 ) o [ o | o
08UIRL U 60 12560 2000 18.00 1200 824 0.10 08 4.0 o
11IL A 60 0500 1500 4800 1600 11.00 005 08 09 o o L]
11IR A 60 0500 0500 4800 1600 11.00 005 08 09 ° ° ° . ° °
11IRM A 60 () 0500 1.500 4800 1600 1100 005 07 09 ) o | o | o
16IL A 60 0500 1500 4800 1600 1649 005 07 08 ° °
16IR A 60 0500 1500 4800 1600 1649 005 07 0.8 o ° ° ° °
16IRB A 60 (1) 0500 1500 4800 1600 1649 004 08 0.8 °
16IRM A 60 () 0500 1500 4800 1600 1649 005 08 09 ° o (o | o
16IL AG 60 0500 3000 4800 800 1649 004 1.2 1.7 ° ° ° °
16IR AG 60 0500 3000 4800 800 1649 004 1.2 1.7 ° ° ° ° ° °
16IRB AG 60 (1) 0500 3000 4800 800 1649 003 1.2 1.7 .
16IRM AG 60 (1) 0500 3000 4800 800 1649 005 1.2 1.7 e | o o | o | o
16IL G 60 17560 3000 1400 800 1649 0.13 1.2 1.7 °
16IR G 60 17560 3000 1400 800 1649 0.13 1.2 1.7 ° ° . ° ° °
16IRB G 60 (1 1750 3000 1400 800 1649 0.13 1.2 1.7 °
16IRM G 60 () 1750 3000 1400 800 1649 010 1.2 17 o | o o | o | o
22IL N 60 3500 5000  7.00 500 2200 0.22 1.7 25 °
22IR N 60 3500 5000 @ 7.00 500 2200 022 1.7 25 . . ° .
22IRM N 60 (1 3500 5000 700 500 2200 019 17 25 o | o o | o | o
27IL Q 60 5500 6.000 450 400 2750 040 1.9 2.4 °
27IR Q 60 5500 6.000 450 400 2750 040 1.9 2.4 ° °

¢ Anvils for laydown inserts, see pages 26-35, 234-237

® For recommended number of passes see page 81-82

e For Insert Identification system, see page 24

* For technical information and detailed cutting data, see pages 104-105

e DIN13, ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H

* ANSI/ASME B1.1 - internal tolerance: 2B

() With a pressed chipformer

@ Thread pitch minimum (mm)

@) Thread pitch maximum (mm)

4 Threads per inch maximum

) Threads per inch minimum

Tools: AVC-D-SIR/L e C#-SIR/L ® MGSIR/L ® MTET Single Point ¢ PICIN-MGSIR/L e SIR/L

——




ISCARTHREAD

IR/L-60°

Internal Laydown Threading
Inserts with a 60° Partial Profile
for General Applications

Internal left-hand shown

THREAD TURNING

Dimensions Tough «<— Hard
~

TN TPX |8/ 2|g8|s|8|8|8|2
Designation IC  (mm)@ (mm)® TPIXY TPIN® INSL RE PDY PDX | © [ |0 | | Q|9 |Q | QS|
06IL A 60 157 500 1250 4800 2000 271 0020 .02 02 °
06IR A 60 157 500 1250 4800 2000 271 0020 .02 02| e | e °
06IRM A 60 (1 157 500 1250 4800 2000 271 0020 .02 02 .
08IL A 60 197 500 1500 4800 1600  .324 0020 .02 03 .
08IR A 60 197 500 1500 4800 1600  .324 0020 .02 03| e | e ° o | o
08IRM A 60 (1 197 500 1500 4800 1600 324 0016 .02 03 . o | o | o
08UIRL U 60 197 1250 2000 1800 1200 .324 0039 .08 16 .
11IL A 60 250 500 1500 4800 1600 433 0020 .08 04 o | o °
11IR A 60 250 500 500 4800 1600 433 0020 .03 04 o | o | o | @ o | o
11IRM A 60 (1 250 500 1500 4800 1600 433 0020 .08 04 ° o | o | o
16IL A 60 375 500 1500 4800 1600 649 0020 .08 03 ° °
16IR A 60 375 500 1500 4800 1600 649 0020 .03 03 o | o | o o | o
16IRB A 60 (1) 375 500 1500 4800 1600 649 0016 .08 03 °
16IRM A 60 (1) 375 500 1500 4800 1600 649 0020 .03 04 ° ° . .
16IL AG 60 375 500 3000 4800 800 649 0016 .05 07 o | o o | o
16IR AG 60 375 500 3000 4800 800 649 0016 .05 07 o | o | o . o | o
16IRB AG 60 (1) 875 500 3000 4800 800 649 0012 .05 07 .
16IRM AG 60 (1 375 500 3000 4800 800 649 0020 .05 07 . ° ° ° °
16IL G 60 375 1750 3000 1400 800 649 0051 .05 07 °
16IR G 60 375 1750 3000 1400 800 649 0051 .05 07 o | o | o | o o | o
16IRB G 60 (1 375 1750 3000 1400 800 649 0051 .05 07 °
16IRM G 60 (1) 375 1750 3000 1400 800 649 0039 .05 07 o | o o | o | o
22IL N 60 500 3500 5000 7.00 500  .866 .0087 .07 10 °
22IR N 60 500 3500 5000 7.00 500 .86 .0087 .07 10 o | o o | o
22IRM N 60 (1 500 3500 5000 7.00 500 .86 .0075 .07 10 o | o o | o | o
27IL Q 60 625 5500 6000 450 400 1.083 0157 .07 09 °
27IR Q 60 625 5500 6000 450 400 1.083 0157 .07 09 ° °

* Anvils for laydown inserts, see pages 26-35, 234-237

* For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

* For technical information and detailed cutting data, see pages 104-105
* DIN13, ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H

* ANSI/ASME B1.1 - internal tolerance: 2B

() With a pressed chipformer

@) Thread pitch minimum (mm)

@) Thread pitch maximum (mm)

4 Threads per inch maximum

) Threads per inch minimum

Tools: AVC-D-SIR/L e C#-SIR/L ® MGSIR/L ® MTET Single Point e PICIN-MGSIR/L e SIR/L
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THREADING LINE

PENTA 17-MT-RS/LS
Precision Ground Pentagonal
External Threading Inserts
with a 60° Partial Profile

for General Applications
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Dimensions
g
Designation TPIN® TPIX@ TPN® TPX4 RE PDX 5}
PENTA 17-MTLOOSLS 8.00 36.00 0.700 3.000 0.08 1.40 °
PENTA 17-MTROO8RS 8.00 36.00 0.700 3.000 0.08 1.40 .
PENTA 17-MTLOO3LS 17.00 80.00 0.300 1.500 0.03 0.80 .
PENTA 17-MTROO3RS 17.00 80.00 0.300 1.500 0.03 0.80 .

e For insert identification system, see page 45

e DIN13, ISO 68-1, ISO 965 (1&2) - external tolerance: 6g

e ANSI/ASME B1.1 - external tolerance: 2A

() Threads per inch minimum

@ Threads per inch maximum

@) Thread pitch minimum (mm)

@ Thread pitch maximum (mm)

Tools: NQCH-PCHR/L-S-JHP e PCADRS/LS-JHP ¢ PCHRS/LS-17  PCHRS/LS-17-JHP e Y-PCHRS-17 e Y-PCHRS-17-JHP

THREADING LINE

PENTA 17-MT-RS/LS
Precision Ground Pentagonal
External Threading Inserts
with a 60° Partial Profile

for General Applications

PDX

Dimensions
g
Designation TPIN® TPIX®@ TPN (mm)® TPX (mm)@4 RE PDX )
PENTA 17-MTLOOSLS 8.00 36.00 .700 3.000 .0031 .0651 o
PENTA 17-MTROO8RS 8.00 36.00 .700 3.000 .0031 .0651 o
PENTA 17-MTLOO3LS 17.00 80.00 .300 1.500 .0012 0315 o
PENTA 17-MTROO3RS 17.00 80.00 .300 1.500 0012 .0315 [

e For insert identification system, see page 45

e DIN13, ISO 68-1, ISO 965 (1&2) - external tolerance: 6g

* ANSI/ASME B1.1 - external tolerance: 2A

() Threads per inch minimum

(@ Threads per inch maximum

® Thread pitch minimum (mm)

() Thread pitch maximum (mm)

Tools: NQCH-PCHR/L-S-JHP e PCADRS/LS-JHP ¢ PCHRS/LS-17  PCHRS/LS-17-JHP e Y-PCHRS-17 e Y-PCHRS-17-JHP

Member IMC Group
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THREADING LINE

PENTA 24-MT

Precision Ground Pentagonal
External Threading Inserts
with a 60° Partial Profile

for General Applications

Dimensions

Designation TPN®@ TPX® RE

PENTA 24A-MT-0.05 () 0.250 3.000 0.05
PENTA 24-MT-0.05 0.250 3.500 0.05

PENTA 24A-MT-0.15 0.800 3.000 0.15

® o o (|C908

e For insert identification system, see page 45

® TPX=0.175xD

e DIN13, ISO 68-1, ISO 965 (1&2) - external tolerance: 6g

* ANSI/ASME B1.1 - external tolerance: 2A

() Flat rake (without a chipformer)

@) Thread pitch minimum (mm)

@) Thread pitch maximum (mm)

Tools: PCAD RE/LE-JHP e PCADR/L ¢ PCADR/L-JHP e PCHBR/L e PCHR/L-24 e PCHR/L-24-JHP e PCHR/L-24-JHP-MC

W I

THREADING LINE

PENTA 24-MT

Precision Ground Pentagonal
External Threading Inserts
with a 60° Partial Profile

for General Applications

Dimensions
=3
Designation TPN (mm)®@ TPX (mm)® RE 3
PENTA 24A-MT-0.05 (1) 250 3.000 ,0020 .
PENTA 24-MT-0.05 250 3.500 .0020 .
PENTA 24A-MT-0.15 .800 3.000 .0059 [

e For insert identification system, see page 45

* TPX=0.175xD

e DIN13, ISO 68-1, ISO 965 (1&2) - external tolerance: 6g

e ANSI/ASME B1.1 - external tolerance: 2A

() Flat rake (without a chipformer)

@ Thread pitch minimum (mm)

@) Thread pitch maximum (mm)

Tools: HMSDV PEN e HSTBS-PEN e PCAD RE/LE-JHP e PCADR/L ¢ PCADR/L-JHP e PCHBR/L ¢ PCHR/L-24 e PCHR/L-24-JHP

ISCAR




ISCARTrHREAD

(¥ ]

INNOVAL LINE

1

SCIR/L-22-MTR/MTL
Threading Inserts with
a 60° Partial Profile

Left-hand shown
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Dimensions Tough «<— Hard

(=] ~

S|s|2

Designation RE PDX TPN® TPX@ TPIX® TPIN@ 2| 2|«

SCIL 22-MTL003 0.03 04 0300 0.900 83.00 28.00 o | o | o

SCIR 22-MTR003 0.03 0.4 0.300 0.900 83.00 28.00 [ ° °

SCIL 22-MTL007 0.07 0.5 0.700 1.100 36.00 23.00 ] ° °
SCIL 22-MTR007 0.07 05 0.700 1.100 36.00 23.00 .
SCIR 22-MTL007 0.07 05 0.700 1.100 36.00 23.00 .

SCIR 22-MTR007 0.07 0.5 0.700 1.100 36.00 23.00 [ ° °

SCIL 22-MTL010 0.10 08 0.900 1.700 28.00 15.00 o | o | o

SCIR 22-MTR010 0.10 0.8 0.900 1.700 28.00 15.00 ) ° °

e For detailed cutting data, see pages 104-105

e DIN13, ISO 68-1, ISO 965 (1&2) - external tolerance: 6g

* ANSI/ASME B1.1 - external tolerance: 2A

() Thread pitch minimum (mm)

@) Thread pitch maximum (mm)

®) Threads per inch maximum

() Threads per inch minimum

Tools: NQCH-SCHR/L-BF-JHP  NQCH-Y-SCHR-BF-JHP e SCHR/L-22BF e SCHR/L-22BF-JHP e Y-SCHR-22BF e Y-SCHR-22BF-JHP

ISCARTriREAD

SWISSCU'T

INNQOIVAL LINE
SCIR/L-22-MTR/MTL
Threading Inserts with

a 60° Partial Profile

Dimensions Tough <— Hard

[==] N~

S ls|E

Designation RE PDX TPN (mm)(!) TPX (mm)®@ TPIX® TPIN® ONRONRO

SCIL 22-MTL003 .0012 .02 .300 .900 83.00 28.00 o ° °

SCIR 22-MTR003 .0012 .02 .300 .900 83.00 28.00 o [} [}

SCIL 22-MTL007 0027 02 700 1.100 36.00 23.00 o | o | @
SCIL 22-MTR007 .0027 .02 .700 1.100 36.00 23.00 o
SCIR 22-MTL007 0027 02 700 1.100 36.00 23.00 .

SCIR 22-MTR007 0027 02 700 1.100 36.00 23.00 o | o | o

SCIL 22-MTLO10 .0039 .03 .900 1.700 28.00 15.00 [ ° °

SCIR 22-MTR010 .0039 .03 .900 1.700 28.00 15.00 o o o

e For detailed cutting data, see pages 104-105

e DIN13, ISO 68-1, ISO 965 (182) - external tolerance: 6g

¢ ANSI/ASME B1.1 - external tolerance: 2A

() Thread pitch minimum (mm)

@ Thread pitch maximum (mm)

@) Threads per inch maximum

@ Threads per inch minimum

Tools: NQCH-SCHR/L-BF-JHP ¢ NQCH-Y-SCHR-BF-JHP e SCHR/L-22BF ¢ SCHR/L-22BF-JHP e Y-SCHR-22BF e Y-SCHR-22BF-JHP

Member IMC Group
L 4 11]
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SWISScuT

EXTRA LONG

ISCART rin=AD

SCIR/L-41-MTR/MTL
Threading Inserts with
a 60° Partial Profile

HF
e § = H—
T ooy
T

M E T R 1 C
Dimensions
g
Designation RE PDX TPN® TPX®@ TPIN® TPIX4 HF® 5]
SCIL 41-MTLO006 0.06 0.90 0.400 1.500 17.00 64.00 0.2 )
SCIR 41-MTR006 0.06 0.90 0.400 1.500 17.00 64.00 0.2 o
SCIL 41-MTL020 0.20 1.60 1.500 2.500 10.00 17.00 0.2 o
SCIR 41-MTR020 0.20 1.60 1.500 2.500 10.00 17.00 0.2 o
* For detailed cutting data, see pages 104-105
e DIN13, ISO 68-1, ISO 965 (1&2) - external tolerance: 6g
e ANSI/ASME B1.1 - external tolerance: 2A
™) Thread pitch minimum (mm)
@ Thread pitch maximum (mm)
@) Threads per inch minimum
@ Threads per inch maximum
(8) Cutting edge below center
Tools: SCHR/L-41BF
SWISSCUT "
EXTRA LONG 157 -~ ¥ 1.61—» -
ISCARTHREAD 4 I = ey j&!*“
SCIR/L-41-MTR/MTL ,Qﬁ v  eox
Threading Inserts with ; MTR 60
a 60° Partial Profile fy \ 2
MTL o=y \FE
| N C H
Dimensions
(<o)
8
Designation RE PDX TPN (mm)™" TPX (mm)@ TPIN® TPIX® HF® o
SCIL 41-MTLO006 .0024 .0354 400 1.500 17.00 64.00 .008 (]
SCIR 41-MTR006 .0024 0354 400 1.500 17.00 64.00 .008 o
SCIL 41-MTL020 .0079 .0630 1.500 2.500 10.00 17.00 .008 o
SCIR 41-MTR020 .0079 .0630 1.500 2.500 10.00 17.00 .008 o

* For detailed cutting data, see pages 104-105

e DIN13, ISO 68-1, ISO 965 (1&2) - external tolerance: 6g

e ANSI/ASME B1.1 - external tolerance: 2A
() Thread pitch minimum (mm)

@ Thread pitch maximum (mm)

@) Threads per inch minimum

@ Threads per inch maximum

(8) Cutting edge below center

Tools: SCHR/L-41BF

ISCAR




ISCARTHREAD =
CUTGRHIF 20,025 (T3 177 et TX!‘”
TIP-MT TIP_A-MT TIP_MT

Precision Ground Double-Ended
Threading Inserts with a 60°
Partial Profile and Chipformer RE

60 M=
W

Dimensions Tough «<— Hard

© =3
Designation oW RE RETOL® TPN® TPIX® TPIN® TPX® 3 3
TIP 2A-MT-0.05 () 240 0.05 0.030 0.450 56.00 12.00 2120 °
TIP 2MT-0.05 2.40 0.05 0.030 0.450 56.00 12.00 2120 ° .
TIP 2MT-0.14 240 0.14 0.030 1.110 23.00 12.00 2120 ° °
TIP 4A-MT-0.15 (1) 4,00 0.15 0.030 1.270 20.00 7.00 3,630 °
TIP 4MT-0.15 4.00 0.15 0.030 1.270 20.00 7.00 3.630 °
TIP 4MT-0.20 4.00 0.20 0.030 1.600 16.00 7.00 3.630 ° °
TIP 5MT-0.25 550 025 0.030 1.950 13.00 5.00 5.100 ° °

® (a) TIP inserts are 1.6 mm longer than GIP in the same pocket

¢ Toolholder seat needs to be modified according to insert profile to ensure clearance

e DIN13, ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H, external tolerance: 6g

* ANSI/ASME B1.1 - internal tolerance: 2B, external tolerance: 2A

() Without chipformer (flat rake)

(2 Corner radius tolerance (+/-)

©) Thread pitch minimum (mm)

() Threads per inch maximum

) Threads per inch minimum

(6) Thread pitch maximum (mm)

Tools: C#-GHDR/L e CGHN 26-M e CGHN 32-DGM e CGHN 32-M e CGHN-D e CGHN-DG ¢ CGHN-S e CGPAD e CGPAD-JHP
* GHDRI/L (short pocket) ® GHDR/L-JHP (short pocket) ® GHDR/L-JHP-MC (short pocket) ® GHGR/L ¢ GHMPR/L ¢ GHMR/L ¢ GHSR/L
e GHSR/L-JHP-SL e NQCH-GHSR/L-JHP

ISCARTHREAD =
curaﬁ'-? G {I}_‘* 697 Ref @ *ﬁ!vv
TIP-MT TIP_A-MT TIP_MT

Precision Ground Double-Ended
Threading Inserts with a 60°
Partial Profile and Chipformer RE

¥
60—
icw

Dimensions Tough «<— Hard

© S
Designation cw RE RETOL® TPN (mm)® TPIX@ TPIN®) TPX(mm)® | 3 3
TIP 2A-MT-0.05 () 094 002 0012 450 56.00 12.00 2.120 .
TIP 2MT-0.05 .094 .002 .0012 450 56.00 12.00 2120 ° °
TIP 2MT-0.14 .094 .006 .0012 1.110 23.00 12.00 2120 ) °
TIP 4A-MT-0.15 () 157 .006 0012 1.270 20.00 7.00 3.630 °
TIP 4MT-0.15 167 .006 .0012 1.270 20.00 7.00 3.630 (]
TIP 4MT-0.20 157 .008 .0012 1.600 16.00 7.00 3.630 ° °
TIP 5MT-0.25 217 .010 .0012 1.950 13.00 5.00 5.100 ) °

e (a) TIP inserts are .063" longer than GIP in the same pocket

¢ Toolholder seat needs to be modified according to insert profile to ensure clearance

e DIN13, ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H, external tolerance: 6g

* ANSI/ASME B1.1 - internal tolerance: 2B, external tolerance: 2A

() Without chipformer (flat rake)

(2 Corner radius tolerance (+/-)

@) Thread pitch minimum (mm)

(4 Threads per inch maximum

) Threads per inch minimum

(6) Thread pitch maximum (mm)

Tools: C#-GHDR/L ® CGHN 26-M ¢ CGHN 32-DGM e CGHN 32-M ¢ CGHN-D ¢ CGHN-DG ¢ CGHN-S ¢ CGPAD ® CGPAD-JHP
e GHDR/L (short pocket) ® GHDR/L-JHP (short pocket) ® GHGR/L ® GHMPR/L ¢ GHMR/L e GHSR/L ® GHSR/L-JHP-SL ¢ NQCH-GHSR/L-JHP

Member IMC Group
L 4 11]
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ISCARTHREAD
CUTGHI
GEPI-MT

Precision Ground Internal
Double-Ended Threading

Inserts with a 60° Partial Profile
for General Applications

6:2:.9 Ref.

Dimensions

Designation Cw RE RETOL( PNA BW TPN@ TPX® TPIN® TPIX®

GEPI 2.5-MT0.05 2.50 0.05 0.030 60.0 1.80 0.910 2.540 10.00 28.00

* Toolholder seat needs to be modified according to insert profile to ensure clearance
® Pitch max 0.187xD, TPI min D/5.35

o D=Diameter of thread (pitch max<=CW)

e DIN13, ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H, external tolerance: 6g

e ANSI/ASME B1.1 - internal tolerance: 2B, external tolerance: 2A

() Corner radius tolerance (+/-)

@) Thread pitch minimum (mm)

@) Thread pitch maximum (mm)

) Threads per inch minimum

) Threads per inch maximum

Tools: AVC-GEAIR/L e E-GEHIR / E-GHIR e GEAIR/L ¢ GEHIMR/L ® GEHIMR/L-SC e GEHIR/L  GEHIR/L-SC ® GEHSR e GEHSR/L-SL

THREAD TURNING

® |IC08
® (IC908

ISCARTHREAD S
curaﬁ'lF +.001 .394 Ref. h\‘w "@N
GEPI-MT gj“”‘ef'

Precision Ground Internal " 3

Double-Ended Threading
Inserts with a 60° Partial Profile
for General Applications

Dimensions

Designation cw RE  RETOL® PNA BW  TPN(mm)® TPX(mm)® TPIN®  TPIX®

098 002 0012 600 071 910 2,540 10.00 28.00
¢ Toolholder seat needs to be modified according to insert profile to ensure clearance

e Pitch max 0.187xD, TPI min D/5.35

o D=Diameter of thread (pitch max<=CW)

e DIN13, ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H, external tolerance: 6g

e ANSI/ASME B1.1 - internal tolerance: 2B, external tolerance: 2A

() Corner radius tolerance (+/-)

@) Thread pitch minimum (mm)

@) Thread pitch maximum (mm)

) Threads per inch minimum

(8) Threads per inch maximum

Tools: AVC-GEAIR/L e GEAIR/L e GEHIMR/L ¢ GEHIMR/L-SC e GEHIR/L ® GEHIR/L-SC  GEHSR  GEHSR/L-SL

e (IC08
® (/C908

128 ISCAR




ISCARTHREAD

CUTGRIF <= O, s L%
TIPI-MT &lla o7 e

Precision Ground Double-Ended i

Internal Threading Inserts with C
60° Partial Profile and Chipformer \E

for 20mm Min. Bore Dia.

Dimensions

Tough «<— Hard

Designation CwW RE RETOL( TPN@ TPIX® TPIN® TPX®)

TIPI 3.4MT-0.10 3.40 0.10 0.030 1.800 14.00 8.00 3.180
TIPI 5.4MT-0.20 5.40 0.20 0.030 3.190 8.00 5.00 5.100

¢ Toolholder seat needs to be modified according to insert profile to ensure clearance

e Pitch max 0.205xD, TPI min D/4.8

* D=Diameter of thread (pitch max<=CW)

e TIPI inserts are 1.6 mm longer than GIPI in the same pocket

e DIN13, ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H

¢ ANSI/ASME B1.1 - internal tolerance: 2B

() Corner radius tolerance (+/-)

@) Thread pitch minimum (mm)

@) Threads per inch maximum

) Threads per inch minimum

(8) Thread pitch maximum (mm)

Tools: AVC-GAIR/L ¢ CGIN 26 ¢ GAIR/L ® GHIR/L (W=1.9-6.4) ® GHIR/L-C (W=4-6.4) * GHIR/L-SC (W=2-4.8)
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e e (|C08
e ©(|C908

ISCARTHREAD
CUTGRIF @
TIPI-MT

Precision Ground Double-Ended
Internal Threading Inserts with

| A
c
60° Partial Profile and Chipformer BE

for.787" Min. Bore Dia.

Dimensions Tough «<— Hard

Designation cw RE RETOL®  TPN (mm)®@ TPIX® TPIN® TPX (mm)®
TIPI 3.4MT-0.10 134 004 .0012 1.800 14.00 8.00 3.180
TIPI 5.4MT-0.20 213 .008 0012 3.190 8.00 5.00 5.100

* Toolholder seat needs to be modified according to insert profile to ensure clearance

e Pitch max 0.205xD, TPI min D/4.8

e D=Diameter of thread (pitch max<=CW)

e TIPl inserts are .063" longer than GIPI in the same pocket

e DIN13, ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H

ANSI/ASME B1.1 - internal tolerance: 2B

() Corner radius tolerance (+/-)

@ Thread pitch minimum (mm)

@) Threads per inch maximum

(4 Threads per inch minimum

) Thread pitch maximum (mm)

Tools: AVC-GAIR/L e CGIN 26 ¢ GAIR/L ® GHIR-SC (W=.079-.138) ¢ GHIR/L (W=.078-.252) e GHIR/L-C (W=.157-.252)

e o(|C08
e e (|C908

Member IMC Group
L 4 11]




THREAD TURNING

130

H-Grir

GROOVE-TURN LINE

ISCARTHREAD

60° PARTIAL PROFILE
THREADING FLTF
Double-Ended Precision Flat

Top Threading Inserts

f<— INSL —= AN
Lo B i
Y\

PDX

S o
60° BW
IV
D /RE Eﬁa

Right-hand shown

Designation TPIN® TPIX?  TPIN_DF20)

Dimensions

FLTF-2R/L 12.00 24.00 14.00
FLTF-3R/L 9.00 24.00 10.00

FLTF-4R/L 9.00 24.00 10.00

e DMIN according to related boring bar

e For 60° V-thread limits, see page 83

e DIN13, ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H, external tolerance: 6g
* ANSI/ASME B1.1 - internal tolerance: 2B, external tolerance: 2A

M TPl int. min.

@) TPl int. max.

@) TPI ext. min.

@) TP ext. max.

Tools: FLASR/L e FLSR/L

Designation TPIN® TPIX?  TPIN_DF20)

FLTF-2R/L 12.00 24.00 14.00
FLTF-3R/L 9.00 24.00 10.00

FLTF-4R/L 9.00 24.00 10.00

[}

o

TPIX_DF2®  RE PDX BW S INSL TPN_DF2 TPX_DF2 3
44.00 0.08 2.80 3.81 5.56 12.95 0.600 1.750 o
44.00 008 360 495 8.74  22.60 2.500 1.750 °
44.00 0.08 5.10 6.48 11.51 28.45 2.500 1.750 [

| N C H
Dimensions

=3

TPIX_DF2¥  RE PDX BW S INSL TPN_DF2 TPX_DF2 3
44.00 .0031 1102 .150 219 510 .600 1.750 o
44,00 0031 1417 195 344 890 2.500 1.750 .
44.00 .0031 .2008 .255 453 1.120 2.500 1.750 [

¢ DMIN according to related boring bar

® For 60° V-thread limits, see page 83

e DIN13, ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H, external tolerance: 6g
* ANSI/ASME B1.1 - internal tolerance: 2B, external tolerance: 2A

M TPl int. min.

@) TPI int. max.

@) TP ext. min.

@) TPI ext. max.

Tools: A-FLER/L e FLASR/L e FLSR/L e H-FLER

ISCAR




NOTCHGAIP PP =
) (

ISCARTHREAD m
¥
60° PARTIAL PROFILE ML
THREADING FLTK o
O°D

_3
Double-Ended Precision Positive F{@
R 2 o

Rake Threading Inserts
Dimensions

6

Right-hand shown
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©
o
TPIN® TPIX@ TPIN_DF20®  TPIX_DF2¢ RE TTP PDX BW S INSL 5
9.00 24.00 10.00 44.00 0.08 BOTH 3.60 4.95 8.74 22.60 o
9.00 24.00 10.00 44.00 0.08 BOTH 5.10 6.48 11.51 28.45 o
12.00 24.00 14.00 44.00 0.08 BOTH 2.80 3.81 5.56 12.95 [
* DMIN according to related boring bar
e For 60° V-thread limits, see page 83
e DIN13, ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H, external tolerance: 6g
e ANSI/ASME B1.1 - internal tolerance: 2B, external tolerance: 2A
M TPl int. min.
@ TPI int. max.
@) TPI ext. min.
@) TPI ext. max.
Tools: FLASR/L e FLSR/L
| N C H
Dimensions
=
Designation TPIN® TPIX@ TPIN_DF20  TPIX_DF2¢ RE TTP PDX BW S INSL 3
FLTK-3R/L 9.00 24.00 10.00 44.00 .0031 BOTH 417 195 344 890 o
FLTK-4R/L 9.00 24.00 10.00 44.00 .0031 BOTH .2008 255 453 1.120 o
FLTK-2R/L 12.00 24.00 14.00 44.00 .0031 BOTH 1102 150 219 510 [

* DMIN according to related boring bar

e For 60° V-thread limits, see page 83

e DIN13, ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H, external tolerance: 6g
e ANSI/ASME B1.1 - internal tolerance: 2B, external tolerance: 2A

M TPl int. min.

@ TPl int. max.

@) TPI ext. min.

@) TPI ext. max.

Tools: FLASR/L e FLSR/L

Member IMC Group
L 4 11]




F Yy Y/ Y
#o%ﬁ#“’"r P INSL —— n‘w head
Z  iscammnei wh Sk
S
Z 60° PARTIAL PROFILE PDX .
THREADING FLT-CB ¥ S |
oC Double-Ended Precision 60"& m BW
D Threading Inserts with e 18
Chipbreakers Right-hand shown
M E T R | C
D: Dimensions
C -
I Designation TPIN® TPIX@ TPIN_DF20)  TPIX_DF2¢4 RE PDX BW S INSL 5
|— FLT-4R/L-HCB 4.00 12.00 4.00 20.00 0.17 3.30 6.48 11.51 28.45 o
FLT-3R/LC-HCB 5.00 6.00 6.00 11.00 0.34 2.50 4.95 8.74 22.60 .
FLT-3R/L-HCB 5.00 12.00 6.00 20.00 0.17 2.50 4.95 8.74 22.60 o
FLT-3R/L-FCB 7.00 20.00 8.00 36.00 0.10 2.50 4.95 8.74 22.60 o
FLT-3R/L-CB 8.00 12.00 8.00 20.00 0.17 2.50 4.95 8.74 22.60 o
* DMIN according to related boring bar
e For 60° V-thread limits, see page 83
e DIN13, ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H, external tolerance: 6g
e ANSI/ASME B1.1 - internal tolerance: 2B, external tolerance: 2A
M TPl int. min.
@) TPI int. max.
@) TPI ext. min.
@) TP ext. max.
Tools: FLASR/L e FLSR/L
| N C H
Dimensions
=3
Designation TPIN® TPIX® TPIN_DF2® TPIX_DF2¢) RE PDX BW S INSL §
FLT-4R/L-HCB 4.00 12.00 4.00 20.00 .0067 1299 .255 453 1.120 o
FLT-3R/LC-HCB 5.00 6.00 6.00 11.00 .0134 .0984 195 344 .890 o
FLT-3R/L-HCB 5.00 12.00 6.00 20.00 .0067 .0984 195 344 .890 [
FLT-3R/L-FCB 7.00 20.00 8.00 36.00 .0039 .0984 195 344 .890 o
FLT-3R/L-CB 8.00 12.00 8.00 20.00 .0067 0984 195 344 .890 °

* DMIN according to related boring bar

e For 60° V-thread limits, see page 83

e DIN13, ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H, external tolerance: 6g
e ANSI/ASME B1.1 - internal tolerance: 2B, external tolerance: 2A

M TPl int. min.

@) TPI int. max.

@) TPI ext. min.

@) TP ext. max.

Tools: A-FLER/L e FLASR/L e FLSR/L e H-FLER
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GROOVE-TURN L#GR'.F ’47 INSL—> -
ISCARTHREAD U w!“
60° PARTIAL PROFILE PDX

THREADING FLT IF -]

Double-Ended Precision Flat 60 Ejfm

Top Threading Inserts RE L&

Right-hand shown

M E T R | C
Dimensions
3
Designation TPIN® TPIX@ TPIN_DF2®)  TPIX_DF2¢ RE PDX BW S INSL 3
FLT-4R/L 4.00 12.00 4.00 20.00 0.17 3.30 6.48 11.51 28.45 o
FLT-3R/L 5.00 12.00 6.00 20.00 0.26 2.50 4.95 8.74 22.60 o
FLT-3010R/L 5.00 12.00 6.00 18.00 0.10 2.50 4.95 8.74 22.60 o
FLT-2R/L 7.00 20.00 8.00 36.00 0.10 1.90 3.81 5.56 12.95 o
* DMIN according to related boring bar
e For 60° V-thread limits, see page 83
e DIN13,ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H, external tolerance: 6g
* ANSI/ASME B1.1 - internal tolerance: 2B, external tolerance: 2A
) TPl int. min.
@ TPl int. max.
@) TPI ext. min.
@) TPI ext. max.
Tools: FLASR/L e FLSR/L
| N C H
Dimensions
=3
Designation TPIN® TPIX@ TPIN_DF2®)  TPIX_DF2¢4 RE PDX BW S INSL S
FLT-4R/L 4.00 12.00 4.00 20.00 .0067 1299 255 453 1.120 o
FLT-3R/L 5.00 12.00 6.00 20.00 0102 .0984 195 344 .890 o
FLT-3010R/L 5.00 12.00 6.00 18.00 .0039 .0984 195 344 .890 o
FLT-2R/L 7.00 20.00 8.00 36.00 .0039 0748 150 219 510 o
* DMIN according to related boring bar
e For 60° V-thread limits, see page 83
e DIN13, ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H, external tolerance: 6g
* ANSI/ASME B1.1 - internal tolerance: 2B, external tolerance: 2A
M TPl int. min.
@ TPl int. max.
@) TPI ext. min.
@) TPI ext. max.
Tools: FLASR/L e FLSR/L
-ED we g
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NOTCHGRIF gf [ INSL— -
iscanriinzss @ &
60° PARTIAL PROFILE DX —t
THREADING FLTP e s
Double-Ended Precision Positive 60& NANEEY
Rake Threading Inserts Re &

Right-hand shown

Dimensions

THREAD TURNING

©
o

Designation TPIN® TPIX@ TPIN_DF20  TPIX_DF2¢ RE PDX BW S INSL S
FLTP-4R/L 4.00 12.00 4.00 20.00 0.17 3.30 6.50 11.51 28.45 o
FLTP-3R/L 5.00 12.00 6.00 20.00 0.17 2.50 5.00 8.74 22.60 [
FLTP-2R/L 7.00 20.00 8.00 36.00 0.10 1.90 3.80 5.56 12.95 o

e DMIN according to related boring bar

® For 60° V-thread limits, see page 83

e DIN13, ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H, external tolerance: 6g

e ANSI/ASME B1.1 - internal tolerance: 2B, external tolerance: 2A

@) TPl int. min.

@ TP int. max.

@) TPl ext. min.

@) TP| ext. max.

Tools: FLASR/L e FLSR/L

| N C H
Dimensions
=3

Designation TPIN® TPIX@ TPIN_DF20  TPIX_DF2¢ RE PDX BW S INSL §
FLTP-4R/L 4.00 12.00 4.00 20.00 .0067 1299 .256 453 1.120 °
FLTP-3R/L 5.00 12.00 6.00 20.00 .0067 .0984 197 344 .890 o
FLTP-2R/L 7.00 20.00 8.00 36.00 .0039 0748 150 219 510 o

* DMIN according to related boring bar

e For 60° V-thread limits, see page 83

e DIN13, ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H, external tolerance: 6g
e ANSI/ASME B1.1 - internal tolerance: 2B, external tolerance: 2A

™) TPl int. min.

@ TP int. max.

) TPI ext. min.

@) TP| ext. max.

Tools: FLASR/L e FLSR/L

MIN] FACE LINE
6H

DIN13, 1SO 68-1,
1SO 965 (182)

ISCARTHREAD pas
O -

MITR 8-MT
Internal ISO Metric Threading
Inserts for Partial Profile

)

30° 30°
PDPT

TREA \RE0.2

Dimensions

Designation PDPT® RE L WF DMIN®@ TPN®) TPXA
MITR 8-MT2-0.1 1.17 0.10 5.75 3.80 10.00 1.500 2.000
MITR 8-MT1-0.05 1.23 0.05 675 3.80 10.00 0.750 1.250

() Cutting depth maximum

@ Minimum diameter

@) Thread pitch minimum (mm)

@) Thread pitch maximum (mm)

Tools: MIFHR

e o (|/C908

134 ISCAR




ISCARTrHiREAD r L
r.yy: | P m
MIN} FACE LINE ij} %- v
MITR 8-MT ) ) 30° 30° = WF " DIN13,1SO 68-1, |
Internal ISO Metric Threading PDPT 180 965 (182)
Inserts for Partial Profile
} REA \RE.008

Dimensions

Designation PDPT(® RE L WF DMIN®@ TPN (mm)® TPX (mm)@

MITR 8-MT2-0.1 046 .0039 226 150 394 1.500 2.000
MITR 8-MT1-0.05 .048 .0020 226 150 394 750 1.250
() Cutting depth maximum
@) Minimum diameter
@) Thread pitch minimum (mm)

@) Thread pitch maximum (mm)
Tools: MIFHR

©)
<
Z
o
i
|_
a)
<L
LL
o
T
|_

e o (|C908

ISCARTriREAD

%

MINICHAM &

UMGR-AG0 e/
Mini Indexable Inserts with a \Q
-

60° Partial Profile for Threading
in 5.2 mm and Larger Holes

Right-hand shown

Dimensions

Designation PNA WF DMIN TPN®) TPX® TPIN® TPIX®

60.0 2.70 5.20 0.600 1250 20.00 40.00
e For detailed cutting data, see pages 104-105

e DIN13,ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H

* ANSI/ASME B1.1 - internal tolerance: 2B

() Thread pitch minimum (mm)

@ Thread pitch maximum (mm)

@) Threads per inch minimum

(4 Threads per inch maximum

Tools: MGUHR

® (IC508

ISCARTrHREAD

MINICHAM

UMGR-A60 ’
Mini Indexable Inserts with a

60° Partial Profile for Threading
in .205" and Larger Holes

L%

y

y

Right-hand shown

Dimensions

Designation PNA WF DMIN TPN (mm)®) TPX (mm)®@ TPIN® TPIX4

60.0 106 205 600 1250 20.00 40.00
* For detailed cutting data, see pages 104-105

e DIN13, ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H

e ANSI/ASME B1.1 - internal tolerance: 2B

) Thread pitch minimum (mm)

@ Thread pitch maximum (mm)

@) Threads per inch minimum

@ Threads per inch maximum

® |IC508

Member IMC Group
L 4 11]




ISCARTHREAD
CHAMGROOVE & i
GIQR/L-MT | S

Internal Threading Inserts with a
60° Partial Profile for Threading
in 8 mm and Larger Holes

Left-hand shown

Dimensions

©)
<
Z
o
»
I_
&
<L
LL
o
T
|_

=]

N

L RE PNA PDPT® WF DMIN®  TPN® TPX¥  TPIN®  TPIX® 8
.78 0.05 60.0 1.50 480 8.00 0.500 1590 16.00 50.00 .
10.68 005 60.0 2,00 6.70 11.00 0.500 2.300 11.00 50.00 °

® Can be used for thread milling by circular interpolation

e Pitch max 0.19xD

® D-diameter of thread

® For cutting speed recommendations, see pages 104-105
e DIN13, ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H
¢ ANSI/ASME B1.1 - internal tolerance: 2B

() Cutting depth maximum

@ Minimum diameter

@) Thread pitch minimum (mm)

@) Thread pitch maximum (mm)

(8) Threads per inch minimum

(6) Threads per inch maximum

Tools: MG ® MGCH

ISCARTHiR=EAD

CHAMGROOVE

i

GIQR/L-MT

Internal Threading Inserts with a
60° Partial Profile for Threading
in .31" and Larger Holes

Left-hand shown

Dimensions

TPN TPX 8

L RE PNA  PDPT®  WF  DMIN® (mm®  (mm@  TPIN®  TPIX® 8
.306 .002 60.0 .059 189 315 500 1.590 16.00 50.00 o
420 .002 60.0 .079 264 433 .500 2.300 11.00 50.00 [

® Can be used for thread milling by circular interpolation

e Pitch max 0.19xD

e D-diameter of thread

® For cutting speed recommendations, see pages 104-105
e DIN13, ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H
* ANSI/ASME B1.1 - internal tolerance: 2B

() Cutting depth maximum

@ Minimum diameter

) Thread pitch minimum (mm)

@) Thread pitch maximum (mm)

8) Threads per inch minimum

(®) Threads per inch maximum

Tools: MG ® MGCH

ISCAR




ISCARTHREAD o

ol ‘4* X ,r
PICCOCU?T I . x
PICCO R/L-60°-Thread DX A
Inserts with a 60° Internal _ PR —
Thread Profile for 2.4 mm ; ALWF{%Q ‘?
Min. Bore Diameter <~ OHN — CH,

Right-hand shown

©)
<
Z
o
i
|_
a)
<L
LL
o
T
|_

Dimensions Tough <— Hard
& 3

Designation DCONMS HC CF PDX WF a OHN®W OAL DMIN TPN@ TPX® TPIN® TPIX® CS g’
PICCO R 003.0105-8 4.00 0.27 0.04 03 0.30 2.30 8.0 2200 240 0500 0700 36.00 48.00 L]
PICCO R 004.0105-10 4.00 0.27 0.09 04 1.00 3.00 100 2400 320 0500 0750 36.00 48.00 .
PICCO R/L 004.0205-15 4.00 0.27 0.06 04 1.50 3.50 150 3000 400 0500 0750 36.00 48.00 °
PICCO R/L 005.0205-15 5.00 0.27 0.06 0.4 1.90 4.40 150 30.00 500 0500 0750 36.00 48.00 o
PICCO L 005.0407-15 5.00 0.40 0.09 05 1.90 4.40 150 3000 500 0750 1.000 24.00 36.00 o
PICCO R 005.0407-15 5.00 0.40 0.09 05 1.90 4.40 150 3000 500 0750 1.000 24.00 36.00 ° .
PICCO R 005.0407-20 5.00 0.40 0.09 05 1.90 4.40 200 3500 500 0750 1.000 24.00 36.00 L]
PICCO R/L 005.0510-15 5.00 0.55 0.12 06 1.90 4.40 150 3000 480 1000 1250 20.00 24.00 L]
PICCO R 005.0510-20 5.00 0.55 0.12 06 1.90 4.40 200 3500 480 1.000 1250 20.00 24.00 °
PICCO R/L 006.0510-15 6.00 0.55 0.12 0.6 2.30 5.30 150 30.00 600 1.000 1250 20.00 24.00 L]
PICCO R 006.0510-22 6.00 0.55 0.12 0.6 2.30 5.30 220 3700 600 1.000 1250 20.00 24.00 o
PICCO R/L 006.0612-15 6.00 0.68 0.15 0.7 2.30 5.30 150 3000 600 1250 1500 16.00 20.00 °
PICCO R 006.0612-22 6.00 0.68 0.15 0.7 2.30 5.30 220 3700 600 1250 1500 16.00 20.00 L]
PICCO R/L 006.0815-15 6.00 0.81 0.18 08 2.30 5.30 150 3000 600 1500 1750 14.00 16.00 o
PICCO R 006.0815-22 6.00 0.81 0.18 08 2.30 5.30 220 3700 600 1.500 1.750 1400 16.00 °
PICCO R/L 007.0815-15 7.00 0.81 0.18 08 2.70 6.30 160 3000 700 1500 1750 1400 16.00 o

* For detailed cutting data, see pages 104-105

e DIN13, ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H

e ANSI/ASME B1.1 - internal tolerance: 2B

() Minimum overhang

@) Thread pitch minimum (mm)

@) Thread pitch maximum (mm)

) Threads per inch minimum

) Threads per inch maximum

Holders: PICCO ACE ¢ PICCO/MG PCO (Holder)

——




ISCARTHREAD o

vy L ‘4* )ﬂ
PICCOCUT e
PICCO R/L-60°-Thread y  ePDX .
Inserts with a 60° Internal y :\X/T;‘ —
Thread Profile for .094" . ' T e
Min. Bore Diameter < OHN—

Right-hand shown

THREAD TURNING

Dimensions Tough <— Hard

PN TPX g | 8
Designation DCONMS HC CF PDX WF a OHN® OAL DMIN (mm)@ (mm)® TPIN® TPIX® | O [*]
PICCO R 003.0105-8 157 01 .002 .01 012 091 316 .866 .094 500 .700 36.00 48.00 o
PICCO R 004.0105-10 157 011 .004 .02 .039 118 .394 .945 126 .500 .750 36.00 48.00 o
PICCO R/L 004.0205-15 167 011 .002 .02 .059 138 591 1,181 167 .500 .750 36.00 48.00 o
PICCO R/L 005.0205-15 197 011 .002 .02 075 A73 591 1.181 97 500 .750 36.00 48.00 o
PICCO L 005.0407-15 197 016 .004 .02 075 173 591 1181 197 750 1.000  24.00 36.00 o
PICCO R 005.0407-15 197 016 .004 .02 075 173 591 1,181 197 .750 1.000  24.00 36.00 o o
PICCO R 005.0407-20 197 016 .004 .02 075 A73 787 1378 197 750 1.000  24.00 36.00 o
PICCO R/L 005.0510-15 197 022 .005 .02 075 A73 591 1,181 189 1.000 1.250  20.00 24.00 o
PICCO R 005.0510-20 197 022 .005 .02 075 173 787 1378 189 1000 1250  20.00 24,00 o
PICCO R/L 006.0510-15 236 022 .005 .02 .091 209 591 1.181 236 1.000 1.250  20.00 24.00 °
PICCO R 006.0510-22 .236 022 .005 .02 .091 209 866 1457 236 1.000 1250  20.00 24.00 o
PICCO R/L 006.0612-15 236 027 .006 .03 .091 209 591 1.181 236 1250  1.500 16.00 20.00 o
PICCO R 006.0612-22 .236 027 .006 .03 .091 209 866 1457 236 1250 1500  16.00 20.00 o
PICCO R/L 006.0815-15 .236 032 .007 .03 .091 209 591 1,181 236 1500  1.750 14.00 16.00 o
PICCO R 006.0815-22 .236 032 .007 .03 .091 209 866  1.457 236 1500  1.750 14.00 16.00 o
PICCO R/L 007.0815-15 276 032 .007 .03 .106 248 591 1,181 276 1500  1.750 14.00 16.00 o

e For detailed cutting data, see pages 104-105

e DIN13, ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H
e ANSI/ASME B1.1 - internal tolerance: 2B

() Minimum overhang

@) Thread pitch minimum (mm)

@) Thread pitch maximum (mm)

() Threads per inch minimum

() Threads per inch maximum

Holders: PICCO ACE ¢ PICCO/MG PCO (Holder)
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ISCARTHREAD CD
OAL

pIceodTT > =T - FlZ

COOLANT THROUGH 3 ‘ f—

PICCO R/L-60°-N we A Z

(60° Threading) ! ! 60°
Inserts with a 60° Internal Thread - J DCONMS ? | ¥ m
i e—— Ly —— L e
Profile and Inr\er Coolar'n Channel — <CF e :)
for 2.4mm Min. Bore Diameter — I—
M E T R | C

Dimensions <DE

o C
S

Designation DCONMS  HC CF PDX WF a LU OAL  DMIN TPN® TPX@ TPIN® TPIX4 | © I

PICCO R 003.0105-8N 4.05 0.27 0.04 0.3 0.30 2.30 7.0 31.00 2.40 0.500 0.700 36.00 48.00 o |—
PICCO R 004.0105-10N 4,05 0.27 0.09 04 1.00 3.00 9.0 31.00 3.20 0.500 0.750 36.00 48.00 o
PICCO R 004.0205-15N 4.05 0.27 0.06 0.4 1.50 3.50 14.0 36.00 4.00 0.500 0.750 36.00 48.00 °
PICCO R 005.0205-15N 5.05 0.27 0.06 0.4 1.90 4.40 14.0 36.00 5.00 0.500 0.750 36.00 48.00 o
PICCO R 005.0407-15N 5.05 0.40 0.09 0.5 1.90 4.40 14.0 36.00 5.00 0.750 1.000 24.00 36.00 o
PICCO R/L 005.0510-15N 5.05 0.55 0.12 06 1.90 4.40 14.0 36.00 4.80 1.000 1.250 20.00 24,00 °
PICCO R 005.0510-20N 5.05 0.55 0.12 0.6 1.90 4.40 19.0 41.00 4.80 1.000 1.250 20.00 24.00 o
PICCO R 006.0510-15N 6.05 0.55 0.12 06 2.30 5.30 14.0 36.00 6.00 1.000 1.250 20.00 24,00 [
PICCO R 006.0510-22N 6.05 0.55 0.12 0.6 2.30 5.30 21.0 43,00 6.00 1.000 1.250 20.00 24.00 °
PICCO R 006.0612-15N 6.05 0.68 0.15 0.7 2.30 5.30 14.0 36.00 6.00 1.250 1.500 16.00 20.00 o
PICCO R 006.0815-15N 6.05 0.81 0.18 0.8 2.30 5.30 14.0 36.00 6.00 1.500 1.750 14,00 16.00 o
PICCO R/L 007.0815-15N 7.05 0.81 0.18 08 2.70 6.30 14.0 36.00 7.00 1.500 1.750 14,00 16.00 [

e Solid tools are suitable for PICCO-N / PICCO ACE-N type holders only
e For detailed cutting data, see pages 104-105

* DIN13, ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H

* ANSI/ASME B1.1 - internal tolerance: 2B

() Thread pitch minimum (mm)

(@) Thread pitch maximum (mm)

@) Threads per inch minimum

) Threads per inch maximum

Holders: PICCO ACE-N e PICCO-N (Holder)

Member IMC Group
"
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ISCARTHREAD

O " S i

Z PICCOJET _El R oV W

— RS @ T

- = A
Z (60° Threading) w — ' Vo
m Inserts with a 60° Internal Thread NMS | | ]
Profile and Inner Coolant Channel (== ooy H=CF
E for .094" Min. Bore Diameter e He
| N C H

<DE Dimensions

LL]

m TPN TPX §

I Designation DCONMS  HC CF PDX  WF a LU OAL  DMIN (mm)® (mm)@ TPIN® TPIX4 | &

|— PICCO R 003.0105-8N 159 011 .002 .01 012 .091 276 1.220 .094 .500 .700 36.00 48.00 o
PICCO R 004.0105-10N 189 011 .004 02 .039 118 .354 1.220 126 .500 750 36.00 48.00 o
PICCO R 004.0205-15N 159 011 002 .02 .059 138 551 1.417 167 .500 750 36.00 48.00 o
PICCO R 005.0205-15N 199 011 .002 .02 075 A78 551 1.417 197 .500 .750 36.00 48.00 o
PICCO R 005.0407-15N 199 .016 004 .02 075 173 551 1.417 197 .750 1.000 24.00 36.00 o
PICCO R/L 005.0510-15N 199 022 .005 .02 075 173 551 1.417 189 1.000 1.250 20.00 24.00 o
PICCO R 005.0510-20N 199 .022 .005 .02 .075 173 748 1.614 .189 1.000 1.250 20.00 24.00 [
PICCO R 006.0510-15N 238 022 .005 02 .091 209 551 1.417 .236 1.000 1.250 20.00 24.00 o
PICCO R 006.0510-22N 238 .022 .005 .02 .091 209 827 1.693 .236 1.000 1.250 20.00 24.00 o
PICCO R 006.0612-15N 238 027 .006 .03 .091 209 551 1.417 .236 1.250 1.500 16.00 20.00 o
PICCO R 006.0815-15N 238 .032 .007 .08 .091 .209 551 1.417 .236 1.500 1.750 14.00 16.00 o
PICCO R/L 007.0815-15N 278 032 .007 .03 .106 248 551 1.417 276 1.500 1.750 14,00 16.00 [

¢ Solid tools are suitable for PICCO-N / PICCO ACE-N type holders only
® For detailed cutting data, see pages 104-105

e DIN13, ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H

* ANSI/ASME B1.1 - internal tolerance: 2B

() Thread pitch minimum (mm)

(2 Thread pitch maximum (mm)

@) Threads per inch minimum

(4 Threads per inch maximum

Holders: PICCO ACE-N e PICCO-N (Holder)

ISCAR




MULTIFUNCTION TOOLS | OAL (D
cco i | :
PlcCO-MET LT
Solid Carbide Tools for Driling, o E—o Z
Facing, Internal and External PDY, = THL Z
Turning and Threading on Swiss *t I DVIN T i
and Small CNC Machines i —— | BEONNSE s
60° M/ ! Right-hand shown :)
M E T R | C
Dimensions DI
. oC
Designation DCONMS DMIN LU TPN@ TPX® TPIN® TPIX® t a CF THL OAL PDY RE 3 |
PICCO R-MFT60 6-4 L0O8 6.00 4.00 8.0 0500 0750 3200 48.00  0.46 3.90 0.06 7.3 30.00 13 0.10 o |—
PICCO R-MFT60 6-4 L12 6.00 4.00 120 0500 0750 32.00 4800 046 3.90 0.06 116 34.00 12 0.20 o
PICCO R/L-MFT60 6-5 L10 6.00 5.00 100 0500 1.000 2400 4800 061 4.90 0.06 9.0 32.00 14 0.10 o
PICCO R/L-MFT60 6-5 L15 (1) 6.00 5.00 150 0500 1.000 2400 4800 0.1 4.90 0.06 144 37.00 14 0.30 o
PICCO R/L-MFT60 6-6 L18 (1 6.00 6.00 180 0500 1.000 2400 4800 061 5.90 0.06 173 43.00 14 0.30 o
PICCO R-MFT60 6-6 L12 6.00 6.00 120 0500 1.000 2400 4800 061 5.90 0.06 11.0  34.00 14 0.10 o
PICCO R/L-MFT60 8-7 L14 8.00 7.00 140 0750 1250 2000 3200 0.76 6.90 0.09 130  41.00 15 0.10 o
PICCO R-MFT60 8-7 L21 8.00 7.00 210 0750 1.250 2000 3200 0.76 6.90 0.09 200  55.00 15 0.30 °
PICCO R/L-MFT60 8-8 L16 8.00 8.00 160 0900 1500 16.00 28.00  0.92 7.90 0.11 160  43.00 15 0.10 o
PICCO L-MFT60 8-8 L24 (1) 8.00 8.00 240 0900 1.500 1600 28.00 0.92 7.90 0.11 230  57.00 15 0.30 o
PICCO R-MFT60 8-8 L24 8.00 8.00 240 0900 1.500 1600 28.00 0.92 7.90 0.11 230  51.00 15 0.30 o
¢ Applications: drilling; face turning; internal chamfering; internal turning/boring; internal profiling; external chamfering;
external turning; internal and external 60° threading (right- and left-hand)
e DIN13, ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H, external tolerance: 6g
e ANSI/ASME B1.1 - internal tolerance: 2B, external tolerance: 2A
() Available on request
@) Thread pitch minimum (mm)
@) Thread pitch maximum (mm)
) Threads per inch minimum
(8) Threads per inch maximum
Holders: PICCO/MG PCO (Holder)
MULTIFUNCTION TOOLS 3
PICCO-MFT [m 7@
Solid Carbide Tools for Drilling,
Facing, Internal and External R i
Turning and Threading on Swiss *t
and Small CNC Machines } | REONYSEE
60° . Right-hand shown
| N C H
Dimensions
TPN  TPX §
Designation DCONMS DMIN LU (mm)@ (mm)® TPIN® TPIX® t a CF THL OAL PDY RE [*]
PICCO R-MFT60 6-4 L08 .236 157 315 500 750 3200  48.00 018 154 .002 287 1.181 .05 .0039 o
PICCO R-MFT60 6-4 L12 .236 157 472 500 750 32.00  48.00 018 154 .002 457 1.339 .05 .0079 o
PICCO R/L-MFT60 6-5 L10 .236 197 394 500 1.000 24.00 48.00 024 193 .002 354 1.260 .06 .0039 o
PICCO R/L-MFT60 6-5 L15 (1) .236 197 591 500 1.000 24.00 48.00 024 193 .002 567 1.457 .06 0118 °
PICCO R/L-MFT60 6-6 L18 (1) .236 236 709 500 1.000 24.00 48.00 024 232 .002 681 1.693 .06 0118 °
PICCO R-MFT60 6-6 L12 .236 .236 472 500 1.000 24.00 48.00 024 232 .002 433 1.339 .06 .0039 o
PICCO R/L-MFT60 8 14 315 276 551 750 1.250 20.00  32.00 .030 272 .004 512 1.614 .06 .0039 °
PICCO R-MFT60 8-7 L21 315 276 827 750 1.250  20.00  32.00 .030 272 .004 787 2.165 .06 0118 o
PICCO R/L-MFT60 8-8 L16 316 315 630 900 1.500 16.00  28.00 .036 31 004 591 1.693 .06 .0039 o
PICCO L-MFT60 8-8 L24 (1) 315 315 945 900  1.500 16.00  28.00 .036 31 .004 906 2.244 .06 0118 o
PICCO R-MFT60 8-8 L24 315 315 .945 900 1.500 16.00 28.00 .036 311 004 906 2.008 .06 0118 o

¢ Applications: drilling; face turning; internal chamfering; internal turning/boring; internal profiling; external chamfering;
external turning; internal and external 60° threading (right- and left-hand)

e DIN13, ISO 68-1, ISO 965 (1&2) - internal tolerance: 6H, external tolerance: 6g

e ANSI/ASME B1.1 - internal tolerance: 2B, external tolerance: 2A

() Available on request

@) Thread pitch minimum (mm)

@) Thread pitch maximum (mm)

4 Threads per inch minimum

(8) Threads per inch maximum

Holders: PICCO/MG PCO (Holder)

Member IMC Group
L 4 11]




Full Profile ISO

ISCARTHREAD J
ER/L-ISO i
External ISO Metric 69
(DIN13 12-1986 class: 6g) DIN13, SO 68-1,
1SO 965 (1&2)

Laydown Threading Inserts
for General Applications

External right-hand shown

©)
<
Z
o
»
|_
&
<L
LL
o
T
|_

Dimensions Tough <— Hard

SIE|g|=|8|8(8|8
Designation IC TPO) RE INSL PDY PDX CICTH || Q|0 |Q|Q|o|9|Q
11EL 0.35 ISO 6.35 0.350 0.04 11.00 08 04 1 °
11ER 0.35 ISO 6.35 0.350 0.04 11.00 06 04 1 °
11ER 0.40 ISO 6.35 0.400 0.04 11.00 07 04 1 °
11ER 0.45 ISO 6.35 0.450 0.05 11.00 07 04 1 °
11EL 0.50 ISO 6.35 0.500 0.06 11.00 06 06 1 °
11ER 0.50 ISO 6.35 0.500 0.06 11.00 06 06 1 ° °
11ER 0.60 ISO 6.35 0.600 0.07 11.00 06 06 1 °
11ER 0.70 ISO 6.35 0.700 0.1 11.00 06 06 1 °
11EL 0.75 ISO 6.35 0.750 0.08 11,00 06 06 1 °
11ER 0.75 ISO 6.35 0.750 0.11 11.00 06 06 1 °
11ER 0.80 ISO 6.35 0.800 0.12 11.00 06 06 1 °
11EL 1.00 ISO 6.35 1.000 0.15 11,00 07 07 1 °
11ER 1.00 ISO 6.35 1.000 0.15 11.00 07 0.7 1 °
11ER 1.25 ISO 6.35 1.250 0.16 11.00 08 09 1 °
11EL 1.50 ISO 6.35 1,500 0.19 11,00 08 09 1 °
11ER 1.50 ISO 6.35 1,500 0.19 11.00 1.0 08 1 ° °
11ER 1.75 ISO 6.35 1.750 0.22 11.00 1.1 08 1 °
16ER/L 0.35 ISO 9.52 0.350 0.04 16.49 06 04 1 °
16EL 0.40 ISO 9.52 0.400 0.05 16.49 0.7 0.4 1 °
16ER 0.40 ISO 9.52 0.400 0.05 16.49 06 04 1 °
16ER 0.45 ISO 9.52 0.450 0.05 16.49 06 04 1 °
16EL 0.50 ISO 9.52 0.500 0.07 16.49 06 05 1 °
16ER 0.50 ISO 9.52 0.500 0.07 16.49 06 05 1 o | o o | o
16ERM 0.50 ISO 9.52 0.500 0.06 16.49 06 06 1 °
16ER 0.60 ISO 9.52 0.600 0.10 16.49 06 06 1 °
16EL 0.70 ISO 9.52 0.700 0.11 16.49 06 06 1 °
16ER 0.70 ISO 9.52 0.700 0.11 16.49 06 06 1 . o | o
16EL 0.75 ISO 9.52 0.750 0.11 16.49 06 06 1 .
16ER 0.75 ISO 9.52 0.750 0.11 16.49 06 06 1 o | o o | o
16ER 0.75 ISO 3M (1) 9.52 0.750 0.07 16.49 1.4 1.9 3 °
16ERM 0.75 ISO (2 9.52 0.750 0.08 16.49 0.6 06 1 R
16EL 0.80 ISO 9.52 0.800 0.12 16.49 06 06 1 °
16ER 0.80 ISO 9.52 0.800 0.12 16.49 1.0 06 1 . o | o
16ERB 0.80 ISO (@ 9.52 0.800 0.12 16.49 0.7 0.7 1 °
16EL 1.00 ISO 9.52 1.000 0.15 16.49 07 08 1 o | o °
16ER 1.00 ISO 9.52 1.000 0.15 16.49 1.0 0.7 1 oo | e |0 o | o
16ER 1.00 ISO 3M (1) 9.52 1.000 0.07 16.49 1.7 25 3 °
16ERB 1.00 ISO (2 9.52 1.000 0.15 16.49 07 0.7 1 .
16ERM 1.00 ISO @ 9.52 1.000 0.11 16.49 0.7 0.7 1 o | o o | oo | e
16EL 1.25 ISO 9.52 1.250 0.16 16.49 08 09 1 o | o °
16ER 1.25 ISO 9.52 1.250 0.16 16.49 08 09 1 o | o o | o
16ERB 1.25 ISO (@ 9.52 1.250 0.16 16.49 08 0.9 1 °
16ERM 1.25 I1SO (@ 9.52 1.250 0.14 16.49 08 09 1 ° oo | @
16EL 1.50 ISO 9.52 1,500 0.22 16.49 1.0 1.2 1 o | o o | o

* Anvils for laydown inserts, see pages 26-35, 234-237
* For recommended number of passes see pages 81-82
e For Insert Identification system, see page 24

e For threading between walls use GRIP-type inserts TIP-ISO class: 6g

* For technical information and detailed cutting data, see pages 104-105

) Multi-tooth

(2 With pressed chipformer

@) Thread pitch

(4) Number of teeth per corner

Tools: C#-SER/L e MTET Single Point ® SER-D e SER/L ¢ SER/L-JHP e SER/L-JHP-MC

ISCAR




Continued

ISCARTHREAD —

ER/L-ISO o ‘

External ISO Metric ﬂll“\ll“\\l

(DIN13 12-1986 class: 69) DIN13, IS0 68-1,
1S0 965 (182)

Laydown Threading Inserts
for General Applications

External right-hand shown
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Dimensions Tough <— Hard
813|8|=|8|8|8|8

Designation Ic PO RE INSL PDY X cctw & | 8|8 |3|8|8|38|S
16ER 1.50 ISO 9.52 1.500 0.19 16.49 0.9 1.2 1 BEEEREE PSS
16ER 1.50 ISO 2M (1) 9.52 1.500 0.18 16.49 15 2.3 2 °
16ERB 1.50 ISO 9.52 1.500 0.19 16.49 08 1.0 1 °
16ERM 1.50 I1SO (@ 9.52 1,500 0.19 16.49 08 1.0 1 o | o e | e[ e e
16EL 1.75 ISO 9.52 1,750 0.26 16.49 1.1 1.1 1 °
16ER 1.75 ISO 9.52 1.750 0.26 16.49 1.0 1.2 1 ° o | o o | o
16ERB 1.75 I1SO 9.52 1.750 0.22 16.49 0.9 1.2 1 °
16ERM 1.75 ISO @ 9.52 1.750 0.25 16.49 0.9 1.2 1 ° o | o | o
16EL 2.00 ISO 9.52 2,000 0.25 16.49 1.0 1.3 1 ° . °
16ER 2.00 ISO 9.52 2.000 0.26 16.49 1.0 1.3 1 o | o |0 | o o | o
16ER 2.00 ISO 2M (1) 9.52 2,000 0.09 16.49 1.8 2.9 2 °
16ERB 2.00 ISO (@ 9.52 2.000 0.25 16.49 0.9 1.2 1 °
16ERM 2.00 ISO (2 9.52 2,000 0.24 16.49 1.0 1.3 1 ° o | oo |0
16EL 2.50 ISO 9.52 2,500 0.32 16.49 1.1 15 1 °
16ER 2.50 ISO 9.52 2,500 0.32 16.49 1.1 15 1 o | o o | o
16ERB 2.50 ISO 9.52 2.500 0.32 16.49 1.1 1.5 1 .
16ERM 2.50 ISO (2 9.52 2.500 0.30 16.49 1.1 15 1 . o | o | o
16EL 3.00 ISO 9.52 3,000 0.44 16.49 1.2 1.6 1 °
16ER 3.00 ISO 9.52 3.000 0.44 16.49 1.2 1.6 1 o | o | o ° o | o
16ERB 3.00 ISO (@ 9.52 3.000 0.44 16.49 1.2 1.6 1 °
16ERM 3.00 ISO @ 9.52 3.000 0.38 16.49 1.2 1.6 1 o | o o | oo | o
16ERB 3.50 ISO 9.52 3.500 0.51 16.49 1.2 1.7 1 .
22ER 1.50 ISO 3M (1) 12.70 1.500 0.07 22,00 2.3 37 3 . °
22ER 2.00 ISO 2M (1 12.70 2,000 0.25 22.00 20 30 2 °
22ER 2.00 ISO 3M (1 12.70 2,000 0.25 22,00 3.1 5.0 3 ) °
22EL 3.50 ISO 12.70 3,500 0.46 22.00 1.6 2.3 1 ° °
22ER 3.50 ISO 12.70 3.500 0.46 22.00 1.6 2.3 1 ° .
22ERM 3.50 ISO (@ 12.70 3,500 0.48 22.00 1.6 2.3 1 o | o
22EL 4.00 ISO 12.70 4,000 0.52 22,00 1.6 2.3 1 . °
22ER 4.00 ISO 12.70 4,000 0.52 22.00 1.6 2.3 1 o | o o | o
22ERM 4.00 I1SO (@ 12,70 4,000 0.52 22,00 1.6 2.3 1 o | o
22ER 4.50 ISO 12.70 4,500 0.58 22.00 1.6 2.3 1 ° °
22EL 5.00 ISO 12.70 5,000 0.66 22,00 1.7 25 1 °
22ER 5.00 ISO 12.70 5,000 0.66 22.00 1.7 25 1 ° °
22UERL 5.50 ISO 12.70 5,500 0.80 22,00 1.9 11.0 1 .
22ER/L 6.00 ISO 12.70 6.000 0.87 22.00 1.8 2.7 1 °
22UERL 6.00 ISO 12.70 6.000 0.78 22,00 26 11.0 1 ° °
27ER 3.00 ISO 2M (1 15.88 3.000 0.38 27.50 2.9 4.6 2 .
27ER 5.50 ISO 15.88 5.500 0.71 2750 2.0 29 1 °
27EL 6.00 ISO 15.88 6.000 0.78 27.50 2.0 2.9 1 °
27ER 6.00 ISO 15.88 6.000 0.78 2750 2.0 2.9 1 ° . .
27UERL 8.00 ISO 15.88 8.000 1.08 27.50 24 13.7 1 °

* Anvils for laydown inserts, see pages 26-35, 234-237

® For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

e For threading between walls use GRIP-type inserts TIP-ISO class: 6g

* For technical information and detailed cutting data, see pages 104-105

() Multi-tooth

(2 With pressed chipformer

@) Thread pitch

4 Number of teeth per corner

Tools: C#-SER/L ¢ MTET Single Point ® SER-D ® SER/L ® SER/L-JHP e SER/L-JHP-MC
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ISCARTHREAD —
ER/L-ISO i
External ISO Metric 69
(DIN13 12-1986 class: 69) DIN13, 1SO 68-1,
1SO 965 (1&2)

Laydown Threading Inserts
for General Applications

External right-hand shown
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Dimensions Tough <— Hard

SR RN R EE
Designation Ic  TPmm®  RE INSL  PDY pPDX cicte O |8|(&|3|8|8|3|&
11EL 0.35 ISO 250 350 0016 433 03 02 1 °
11ER 0.35 ISO 250 350 0016 433 02 02 1 °
11ER 0.40 ISO 250 400 0016 433 .03 02 1 °
11ER 0.45 ISO 250 450 0020 433 03 02 1 °
11EL 0.50 ISO 250 500 0024 433 02 02 1 °
11ER 0.50 ISO 250 500 0024 433 02 02 1 . °
11ER 0.60 ISO 250 600 0027 433 02 02 1 °
11ER 0.70 ISO 250 700 0043 433 02 02 1 °
11EL 0.75 ISO 250 750 0031 433 02 02 1 °
11ER 0.75 ISO 250 750 0043 433 02 02 1 °
11ER 0.80 ISO 250 800 0047 433 02 02 1 °
11EL 1.00 ISO 250 1.000 0059 433 03 03 1 .
11ER 1.00 ISO 250 1.000 0059 433 03 .03 1 °
11ER 1.25 ISO 250 1.250 0063 433 03 04 1 °
11EL 1.50 ISO 250 1,500 0075 433 .03 04 1 °
11ER 1.50 ISO 250 1,500 0075 433 04 03 1 . °
11ER 1.75 ISO 250 1,750 0087 433 04 03 1 .
16ER/L 0.35 ISO 375 350 0016 649 02 02 1 °
16EL 0.40 ISO 375 400 0020 649 .03 02 1 °
16ER 0.40 ISO 375 400 0020 649 02 02 1 °
16ER 0.45 ISO 375 450 0020 649 02 02 1 °
16EL 0.50 ISO 375 500 0027 649 02 02 1 °
16ER 0.50 ISO 375 500 0027 649 02 02 1 o | o o | o
16ERM 0.50 I1SO 375 500 0024 649 02 02 1 °
16ER 0.60 ISO 375 600 0039 649 02 02 1 °
16EL 0.70 ISO 375 700 0043 649 02 02 1 °
16ER 0.70 ISO 375 700 0043 649 02 02 1 . o | o
16EL 0.75 ISO 375 750 0043 649 02 02 1 °
16ER 0.75 ISO 375 750 0043 649 02 02 1 o | o o | o
16ER 0.75 ISO 3M (1) 375 750 0027 649 .06 07 3 °
16ERM 0.75 ISO (2 375 750 .0031 649 02 02 1 o | o | o
16EL 0.80 ISO 375 800 0047 649 02 02 1 .
16ER 0.80 ISO 375 800 0047 649 04 02 1 . o | o
16ERB 0.80 ISO 375 800 0047 649 03 03 1 °
16EL 1.00 ISO 375 1.000 0059 649 03 03 1 o | o °
16ER 1.00 ISO 375 1.000 0059 649 04 03 1 R o | o
16ER 1.00 ISO 3M (1) 375 1.000 0027 649 07 10 3 °
16ERB 1.00 ISO 375 1.000 .0059 649 03 03 1 °
16ERM 1.00 I1SO 375 1.000 0043 649 .03 03 1 o | o o | o | e |0
16EL 1.25 ISO 375 1.250 0063 649 03 04 1 o | o °
16ER 1.25 ISO 375 1.250 0063 649 03 04 1 o | o o | o
16ERB 1.25 ISO (@ 375 1.250 .0063 649 03 04 1 °
16ERM 1.25 ISO (2 375 1.250 0055 649 .03 04 1 . o | o | o
16EL 1.50 ISO 375 1,500 0087 649 04 05 1 o | o o | o
16ER 1.50 ISO 375 1.500 0075 649 04 05 1 oo | oo o | o
16ER 1.50 ISO 2M (1) 375 1.500 0071 649 .06 .09 2 °
16ERB 1.50 I1SO 375 1.500 0075 649 03 04 1 °
16ERM 1.50 I1SO 375 1,500 0075 649 03 04 1 o | o MR

e Anvils for laydown inserts, see pages 26-35, 234-237
e For recommended number of passes see pages 81-82
e For Insert Identification system, see page 24

e For threading between walls use GRIP-type inserts TIP-ISO class: 6g

e For technical information and detailed cutting data, see pages 104-105

() Multi-tooth

(2 With pressed chipformer

@) Thread pitch

4) Number of teeth per corner

Tools: C#-SER/L e MTET Single Point « SER-D e SER/L ¢ SER/L-JHP e SER/L-JHP-MC

ISCAR




Continued

ISCARTrHREAD

ER/L-ISO

External ISO Metric

(DIN13 12-1986 class: 69)
Laydown Threading Inserts
for General Applications

DIN13, SO 68-1,
INSL 1S0 965 (182)

External right-hand shown
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Dimensions Tough <— Hard
SR RN EEIEE

Designation Ic  TPmm®  RE INSL  PDY PDX clcte & |8 (& |3|8|8|3|&
16EL 1.75 ISO 375 1.750 0102 649 04 05 1 °
16ER 1.75 ISO 375 1.750 0102 649 04 05 1 . o | o o | o
16ERB 1.75 I1SO 375 1.750 .0087 649 04 05 1 °
16ERM 1.75 I1SO 375 1.750 0098 649 04 05 1 . o | o | o
16EL 2.00 ISO 375 2,000 0098 649 04 05 1 . °
16ER 2.00 ISO 375 2,000 0102 649 04 05 1 o | o | o | o o | o
16ER 2.00 ISO 2M (1) 375 2,000 0035 649 07 A1 2 °
16ERB 2.00 ISO (2 375 2,000 .0098 649 04 .05 1 °
16ERM 2.00 ISO @ 375 2,000 0094 649 04 05 1 . o | o | o | o
16EL 2.50 ISO 375 2.500 0126 649 .04 .06 1 .
16ER 2.50 ISO 375 2.500 0126 649 04 .06 1 o | o o | o
16ERB 2.50 ISO 375 2,500 0126 649 04 06 1 °
16ERM 2.50 ISO (2 375 2,500 0118 649 04 06 1 . o | o | o
16EL 3.00 ISO 375 3.000 0173 649 05 06 1 °
16ER 3.00 ISO 375 3.000 0173 649 .05 .06 1 o | o | o . o | o
16ERB 3.00 ISO (@ 375 3.000 0173 649 05 06 1 °
16ERM 3.00 ISO @ 375 3.000 0150 649 .05 06 1 o | o o | o | o | @
16ERB 3.50 ISO 375 3.500 0201 649 05 07 1 °
22ER 1.50 ISO 3M (1 500 1.500 0027 866 .09 15 3 ) °
22ER 2.00 ISO 2M (1 500 2.000 .0098 866 08 12 2 .
22ER 2.00 ISO 3M (1 500 2,000 0098 866 12 20 3 . °
22EL 3.50 ISO 500 3.500 0181 866 .06 09 1 ° .
22ER 3.50 ISO 500 3,500 0181 866 .06 09 1 . °
22ERM 3.50 I1SO @ 500 3.500 0189 866 .06 .09 1 o | o
22EL 4.00 ISO 500 4,000 0205 866 .06 .09 1 . °
22ER 4.00 ISO 500 4,000 0205 866 .06 09 1 o | o o | o
22ERM 4.00 I1SO (@ 500 4,000 0205 866 .06 .09 1 o | o
22ER 4.50 ISO 500 4,500 0228 866 .06 09 1 ° °
22EL 5.00 ISO 500 5,000 0260 866 07 10 1 .
22ER 5.00 ISO 500 5,000 0260 866 07 10 1 ° °
22UERL 5.50 ISO 500 5,500 0315 866 07 43 1 .
22ER/L 6.00 ISO 500 6.000 0343 866 07 A1 1 .
22UERL 6.00 ISO 500 6.000 0307 866 10 43 1 ° .
27ER 3.00 ISO 2M (1 625 3.000 0150 1.083 Bl 18 2 °
27ER 5.50 ISO 625 5,500 0279 1,083 08 A1 1 °
27EL 6.00 ISO 625 6.000 0307 1.083 08 A1 1 °
27ER 6.00 ISO 625 6.000 0307 1.083 08 A1 1 ° . °
27UERL 8.00 ISO 625 8.000 0425 1.083 09 54 1 °

* Anvils for laydown inserts, see pages 26-35, 234-237

* For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

e For threading between walls use GRIP-type inserts TIP-ISO class: 6g

® For technical information and detailed cutting data, see pages 104-105

() Multi-tooth

(@ With pressed chipformer

@) Thread pitch

(4 Number of teeth per corner

Tools: C#-SER/L e MTET Single Point ® SER-D ® SER/L ® SER/L-JHP e SER/L-JHP-MC
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ISCARTHREAD

IR/L-ISO

Internal ISO Metric

(DIN13 12-1986 class 6H) " DIN13, 150 68-1, |
1SO 965 (182)

Laydown Threading Inserts
for General Applications

Internal left-hand shown
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Dimensions Tough <— Hard

NN RN EE R
Designation I TP® RE INSL PDY PDX ocict (&[S (83|83 |38|8|8|8|&
06IL 0.50 ISO 4.00 0.500 0.04 6.88 06 04 1 °
06IR 0.50 ISO 4.00 0500 0.04 6.88 06 04 1 o | o .
06IL 0.75 ISO 4.00 0.750 0.06 6.88 06 05 1 °
06IR 0.75 ISO 4.00 0.750 0.06 6.88 06 05 1 o | e °
06IL 1.00 ISO 4.00 1.000 0.05 6.88 06 06 1 .
06IR 1.00 ISO 4.00 1.000 0.05 6.88 06 06 1 o | o °
06IL 1.25 ISO 4.00 1.250 0.07 6.88 06 06 1 .
06IR 1.25 ISO 4.00 1.250 0.07 6.88 06 06 1 o | o .
08IL 0.50 ISO 5.00 0.500 0.04 8.24 06 04 1 °
08IR 0.50 ISO 5.00 0.500 0.04 8.24 06 04 1 o | o °
08IR 0.75 ISO 5.00 0.750 0.05 8.24 06 05 1 o | o .
08IL 1.00 ISO 5.00 1.000 0.07 8.24 06 06 1 °
08IR 1.00 ISO 5.00 1.000 0.07 8.24 06 0.6 1 o | o .
08IL 1.25 ISO 5.00 1.250 0.09 8.24 06 0.7 1 .
08IR 1.25 ISO 5.00 1.250 0.09 8.24 06 07 1 o | o °
08IL 1.50 ISO 5.00 1.500 0.10 8.24 06 0.7 1 °
08IR 1.50 ISO 5.00 1.500 0.10 8.24 06 0.7 1 o | o | o °
08IL 1.75 ISO 5.00 1.750 0.15 8.24 06 09 1 °
08IR 1.75 ISO 5.00 1.750 0.15 8.24 06 09 1 o | o .
08UIRL 2.00 ISO 5.00 2.000 0.14 8.24 08 43 1 .
11IL 0.35 ISO 6.35 0.350 0.04 11.00 08 03 1 .
11IR 0.35 ISO 6.35 0.350 0.04 11.00 08 03 1 .
11IR 0.40 I1SO 6.35 0.400 0.03 11.00 08 04 1 .
11IL 0.50 ISO 6.35 0.500 0.04 11.00 08 06 1 .
11IR 0.50 ISO 6.35 0.500 0.04 11.00 08 06 1 o | o °
11IRB 0.50 ISO 6.35 0500 0.04 11.00 08 06 1 .
11IRM 0.50 ISO 6.35 0.500 0.04 11.00 03 0.4 1 .
11IR 0.70 ISO 6.35 0.700 0.05 11.00 06 06 1 °
11IR/L 0.75 ISO 6.35 0.750 0.05 11.00 06 06 1 .
11IRB 0.75 ISO 6.35 0.750 0.05 11.00 0.1 06 1 .
11IRM 0.75 ISO 6.35 0.750 0.06 11.00 03 05 1 °
11IR 0.80 ISO 6.35 0.800 0.04 11.00 06 06 1 .
11IRB 0.80 ISO 6.35 0.800 0.04 11.00 06 06 1 .
11IL 1.00 ISO 6.35 1.000 0.07 11.00 06 0.7 1 °
11IR 1.00 ISO 6.35 1.000 0.07 11.00 06 07 1 ° o | o | o o | o
11IRB 1.00 ISO 6.35 1.000 0.07 11.00 06 06 1 .
11IRM 1.00 ISO () 6.35 1.000 0.05 11.00 06 07 1 o | o | o
11IR/L 1.25 ISO 6.35 1.250 0.09 11.00 08 08 1 .
11IRB 1.25 ISO 6.35 1.250 0.09 11.00 08 09 1 .
11IL 1.50 ISO 6.35 1.500 0.12 11.00 08 1.0 1 ° o
11IR 1.50 ISO 6.35 1.500 0.12 11.00 08 1.0 1 ° o | o | o o | o
11IRB 1.50 ISO 6.35 1.500 0.12 11.00 08 1.0 1 .
11IRM 1.50 ISO () 6.35 1.500 0.08 11.00 0.8 1.0 1 . o | o
11IL 1.75 ISO 6.35 1.750 0.12 11.00 08 1.0 1 . .
11IR 1.75 ISO 6.35 1.750 0.12 11.00 08 1.0 1 .
11IRB 1.75 ISO 6.35 1.750 0.12 11.00 08 1.0 1 °
11IRM 1.75 ISO 6.35 1.750 0.15 11.00 06 09 1 .
11IL 2.00 ISO 6.35 2.000 0.15 11.00 08 09 1 .

e Anvils for laydown inserts, see pages 26-35, 234-237
e For recommended number of passes see pages 81-82
e For Insert Identification system, see page 24

* Tolerance: class 6H

e For technical information and detailed cutting data, see pages 104-105

() With pressed chipformer

2 Multi-tooth

@) Thread pitch

4) Number of teeth per corner

Tools: AVC-D-SIR/L e C#-SIR/L * MGSIR/L e MTET Single Point e PICIN-MGSIR/L e SIR/L

ISCAR




Continued
ISCARTHREAD PDY oo
IR/L-ISO NEE
Internal ISO Metric IC
(DIN13 12-1986 class 6H) INSL " DIN13, 150 68-1, |
Laydown Threading Inserts / 150 965 (182)
for General Applications LL
Internal left-hand shown
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Dimensions Tough <— Hard
o | o | =] o o | © | o S
LIS IBNK 8[R8
Designation TP® RE INSL PDY PDX CICTH O | @ || |Q|Q|Q|Q|S| e
11IR 2.00 ISO 2.000 0.15 11.00 08 09 1 . . . ° °
11IRM 2.00 ISO 2,000 0.16 11.00 06 1.0 1 °
11IR 2.5 ISO 2,500 0.18 11.00 08 1.2 1 °
16IR 0.35 ISO 0.350 0.02 16.49 0.6 03 1 °
16IR/L 0.40 ISO 0.400 0.03 16.49 06 0.4 1 °
16IL 0.45 ISO 0.450 0.02 16.49 08 04 1 °
16IL 0.50 ISO 0.500 0.04 16.49 0.6 0.6 1 °
16IR 0.50 ISO 0.500 0.04 16.49 06 06 1 o | o °
16IR 0.60 ISO 0.600 0.04 16.49 06 0.6 1 °
16IR 0.70 ISO 0.700 0.05 16.49 06 06 1 . .
16IL 0.75 ISO 0.750 0.06 16.49 1.0 06 1 °
16IR 0.75 ISO 0.750 0.06 16.49 1.0 06 1 ° °
16IL 0.80 ISO 0.800 0.05 16.49 06 0.6 1 °
16IR 0.80 ISO 0.800 0.05 16.49 06 06 1 .
16IL 1.00 ISO 1.000 0.07 16.49 0.7 08 1 °
16IR 1.00 ISO 1.000 0.07 16.49 0.7 0.8 1 oo | o ° °
16IR 1.00 ISO 3M (2 1.000 0.07 16.49 15 25 3 °
16IRB 1.00 ISO (1 1.000 0.07 16.49 07 08 1 °
16IRM 1.00 ISO (1 1.000 0.05 16.49 06 0.7 1 o | o R
16IL 1.25 ISO 1.250 0.09 16.49 08 09 1 ° ° °
16IR 1.25 ISO 1.250 0.09 16.49 08 0.9 1 o | o °
16IRB 1.25 ISO (1 1.250 0.09 16.49 0.7 08 1 °
16IRM 1.25 ISO () 1.250 0.06 16.49 08 0.9 1 . o | o
16IL 1.50 ISO 1.500 0.12 16.49 0.9 1.2 1 o | o o | @
16IR 1.50 ISO 1.500 0.12 16.49 09 1.0 1 . o (o | o . .
16IR 1.50 ISO 2M () 1.500 0.10 16.49 15 2.3 2 °
16IRB 1.50 ISO (1) 1.500 0.12 16.49 0.9 1.2 1 °
16IRM 1.50 ISO () 1.500 0.08 16.49 08 1.0 1 o | o o | o |0 o
16IL 1.75 ISO 1,750 0.12 16.49 0.9 1.2 1 °
16IR 1.75 ISO 1.750 0.12 16.49 0.9 1.2 1 o | o °
16IRB 1.75 ISO (1) 1.750 0.12 16.49 0.9 1.2 1 °
16IRM 1.75 I1SO () 1.750 0.10 16.49 0.9 1.2 1 . o | o | o
16IL 2.00 ISO 2,000 0.16 16.49 0.9 1.2 1 . .
16IR 2.00 ISO 2,000 0.16 16.49 0.9 1.2 1 ° . ° o | o
16IR 2.00 ISO 2M (2 2,000 0.14 16.49 1.6 2.7 2 °
16IRB 2.00 ISO (1 2.000 0.14 16.49 1.0 1.2 1 °
16IRM 2.00 ISO () 2.000 0.11 16.49 1.0 1.3 1 . o | oo | o
16IL 2.50 ISO 2,500 0.19 16.49 1.2 14 1 °
16IR 2.50 ISO 2.500 0.19 16.49 1.2 14 1 . . ° °
16IRB 2.50 ISO 2,500 0.19 16.49 1.2 15 1 °
16IRM 2.50 ISO () 2.500 0.14 16.49 1.1 15 1 ° o | o | o
16IL 3.00 ISO 3.000 0.21 16.49 1.1 1.5 1 °
16IR 3.00 ISO 3.000 0.21 16.49 1.1 15 1 . . ° .
16IRB 3.00 ISO (1 3.000 0.21 16.49 1.1 15 1 °
16IRM 3.00 ISO () 3,000 0.22 16.49 1.1 15 1 ° o | o | o | @
16IR 3.50 ISO 3,500 0.26 16.49 15 1.6 1 °
22IR 1.50 ISO 3M @ 1.500 0.1 22.00 2.3 3.7 3 . °
22IR 2.00 ISO 2M @ 2.000 0.15 22.00 23 30 2 .
* Anvils for laydown inserts, see pages 26-35, 234-237
® For recommended number of passes see pages 81-82
e For Insert Identification system, see page 24
e Tolerance: class 6H
e For technical information and detailed cutting data, see pages 104-105
() With pressed chipformer
@ Multi-tooth
@) Thread pitch
4 Number of teeth per corner
Tools: AVC-D-SIR/L * C#-SIR/L ¢ MGSIR/L ¢ MTET Single Point * PICIN-MGSIR/L » SIR/L
-




Continued

ISCARTHREAD

IR/L-ISO

Internal ISO Metric

(DIN13 12-1986 class 6H)
Laydown Threading Inserts
for General Applications

DIN13, SO 68-1,
1S0 965 (182)

Internal left-hand shown
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Dimensions Tough <— Hard

NN RN EE R
Designation TP RE INSL PDY PDX cCicth O[S |3 (8|S |3|8|8|3|&
22IR 2.00 ISO 3M @ 2,000 0.13 22.00 3.1 50 3 .
22IL 3.00 ISO 3.000 0147 22.00 1.1 15 1 .
22IL 3.50 ISO 3,500 0.23 22.00 1.6 23 1 .
22IR 3.50 ISO 3.500 0.23 22.00 1.6 2.3 1 ° ° °
22IL 4.00 ISO 4,000 0.27 22.00 16 23 1 .
22IR 4.00 ISO 4,000 0.27 22.00 16 23 1 o | o °
22IL 4.50 ISO 4.500 0.31 22.00 1.6 2.3 1 °
22IR 4.50 ISO 4,500 0.31 22.00 16 23 1 . .
22IL 5.00 ISO 5000 0.32 22.00 1.7 25 1 ° .
22IR 5.00 ISO 5.000 0.32 22.00 1.7 2.5 1 . °
22UIRL 5.50 ISO 5500 0.36 22.00 23 11.0 1 .
22IR 6.00 ISO 6.000 0.40 22.00 1.7 25 1 °
22UIRL 6.00 ISO 6.000 0.40 22.00 2.1 11.0 1 °
27IR 3.00 ISO 2M @ 3.000 0.21 27,50 3.1 46 2 °
27IR 5.50 ISO 5,500 0.36 27.50 18 25 1 . .
27IR 6.00 ISO 6.000 0.45 27.50 1.9 2.4 1 . °
27VUIRL 8.00 ISO 8.000 0.50 27.50 25 13.8 1 °

* Anvils for laydown inserts, see pages 26-35, 234-237

* For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

* Tolerance: class 6H

® For technical information and detailed cutting data, see pages 104-105

() With pressed chipformer

) Multi-tooth

©) Thread pitch

4 Number of teeth per corner

Tools: AVC-D-SIR/L e C#-SIR/L ® MGSIR/L ® MTET Single Point ¢ PICIN-MGSIR/L e SIR/L

ISCAR




ISCARTHREAD N PDY m ou

IR/L-ISO

Internal ISO Metric

(DIN13 12-1986 class 6H)
Laydown Threading Inserts
for General Applications

PDX

*‘

RE (i
& 6H
iﬁsa} DIN13, 150 68-1,
INSL ) 10 965 (182)

Internal left-hand shown
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Dimensions Tough «<— Hard
o823 |8|l=|8|8|8|8

Designation IcC TPmm® RE INSL PDY PDX cictw O3 |3 |8|8|8|8|8|3|3
06IL 0.50 ISO 157 500 .0016 271 .02 .02 1 °
06IR 0.50 ISO 167 .500 0016 271 .02 .02 1 ° ° °
06IL 0.75 ISO 157 .750 .0024 271 .02 .02 1 °
06IR 0.75 ISO 167 750 .0024 271 .02 .02 1 ° ° °
06IL 1.00 ISO 167 1.000 .0020 271 .02 .02 1 °
06IR 1.00 ISO 157 1.000 .0020 27 .02 .02 1 ° ° °
06IL 1.25 ISO 157 1.250 .0027 271 .02 .02 1 o
06IR 1.25 ISO 167 1.250 .0027 271 .02 .02 1 ° ° °
08IL 0.50 ISO 197 500 .0016 .324 .02 .02 1 °
08IR 0.50 ISO 97 500 .0016 .324 .02 .02 1 ° ° °
08IR 0.75 ISO 197 .750 .0020 .324 .02 .02 1 ° ° °
08IL 1.00 ISO 197 1.000 .0027 324 .02 .02 1 °
08IR 1.00 ISO 197 1.000 .0027 324 .02 .02 1 o [ °
08IL 1.25 ISO 197 1.250 .0035 .324 .02 .03 1 °
08IR 1.25 ISO 197 1.250 .0035 .324 .02 .08 1 ° ° °
08IL 1.50 ISO 97 1.500 .0039 .324 02 .03 1 °
08IR 1.50 ISO 197 1.500 .0039 .324 .02 .03 1 ° ° ° °
08IL 1.75 ISO 197 1.750 .0059 .324 .02 .04 1 °
08IR 1.75 ISO 197 1.750 .0059 324 .02 .04 1 o ° °
O08UIRL 2.00 ISO 197 2.000 .0055 .324 .03 A7 1 °
11IL 0.35 ISO .250 .350 .0016 433 .03 .01 1 °
11IR 0.35 ISO .250 350 0016 433 03 01 1 °
11IR 0.40 ISO .250 400 .0012 433 .03 .02 1 °
11IL 0.50 ISO .250 500 .0016 433 .03 .02 1 °
11IR 0.50 ISO .250 500 .0016 433 .03 .02 1 ° ° °
11IRB 0.50 ISO .250 .500 0016 433 .03 .02 1 °
11IRM 0.50 ISO .250 500 .0016 433 .01 .02 1 °
11IR 0.70 ISO .250 .700 .0020 433 .02 .02 1 °
11IR/L 0.75 ISO .250 .750 .0020 433 .02 .02 1 °
11IRB 0.75 ISO .250 750 .0020 433 0 .02 1 °
11IRM 0.75 ISO .250 750 .0024 433 .01 .02 1 °
11IR 0.80 ISO .250 .800 0016 433 .02 .02 1 °
11IRB 0.80 ISO .250 800 .0016 433 02 .02 1 .
11IL 1.00 ISO .250 1.000 .0027 433 .02 .03 1 °
11IR 1.00 ISO .250 1.000 .0027 433 .02 .03 1 ° ° . ° ° °
11IRB 1.00 ISO .250 1.000 .0027 433 .02 .02 1 °
11IRM 1.00 ISO (1) .250 1.000 .0020 433 .02 .03 1 ° ° °
11IR/L 1.25 ISO .250 1.250 .0035 433 .03 .03 1 °
11IRB 1.25 ISO .250 1.250 .0035 433 .03 .04 1 °
11IL 1.50 ISO .250 1.500 .0047 433 .03 .04 1 [} .
11IR 1.50 ISO .250 1.500 .0047 433 .03 .04 1 ° ° ° ° ° °
11IRB 1.50 ISO .250 1.500 .0047 433 .03 .04 1 °
11IRM 1.50 ISO (1 250 1.500 0031 433 .03 04 1 ° o | o
11IL 1.75 ISO .250 1.750 .0047 433 .03 .04 1 ° °
11IR 1.75 ISO .250 1.750 .0047 433 .03 .04 1 °
11IRB 1.75 ISO .250 1.750 .0047 433 .03 .04 1 °
11IRM 1.75 ISO .250 1.750 .0059 433 .02 .04 1 °
11IL 2.00 ISO .250 2.000 .0059 433 .03 .04 1 °

* Anvils for laydown inserts, see pages 26-35, 234-237

® For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

* Tolerance: class 6H

* For technical information and detailed cutting data, see pages 104-105

) With pressed chipformer

2 Multi-tooth

@) Thread pitch

(4 Number of teeth per corner

Tools: AVC-D-SIR/L e C#-SIR/L ® MGSIR/L ¢ MTET Single Point e PICIN-MGSIR/L e SIR/L
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Continued

(_') ISCARTHREAD . PDY oo

= IR/L-ISO | R ’

f— Internal ISO Metric IC o

Z (DIN13 12-1986 class 6H) NEL " DIN13, 150 681, |

Laydown Threading Inserts / 150 965 (182)
CC for General Applications L
E Internal left-hand shown
| N C H

<DE Dimensions Tough «<— Hard

LL]

m o | o | =] o o | © | © S

[=e] N N o w0 [} o o o o

T Designation IC TPmm® RE INSL PDY PDX ocictw (8|8 |8|8|8|8|8|8|8|&

|— 11IR 2.00 ISO 250 2.000 0059 433 03 04 1 ° . . o | o
11IRM 2.00 ISO 250 2,000 0063 433 02 04 1 °
11IR 2.5 ISO 250 2,500 0071 433 .03 05 1 .
16IR 0.35 ISO 375 350 0008 649 02 01 1 °
16IR/L 0.40 ISO 375 400 0012 649 02 02 1 °
16IL 0.45 ISO 375 450 .0008 649 03 02 1 °
16IL 0.50 ISO 375 500 0016 649 02 02 1 .
16IR 0.50 ISO 375 500 0016 649 02 02 1 o | o °
16IR 0.60 ISO 375 600 0016 649 02 02 1 .
16IR 0.70 ISO 375 700 0020 649 02 02 1 . °
16IL 0.75 I1SO 375 750 0024 649 04 02 1 .
16IR 0.75 ISO 375 750 0024 649 04 02 1 ° °
16IL 0.80 ISO 375 800 0020 649 02 02 1 °
16IR 0.80 ISO 375 800 0020 649 02 02 1 .
16IL 1.00 ISO 375 1.000 0027 649 .03 03 1 .
16IR 1.00 ISO 375 1.000 0027 649 03 03 1 o | o | o o | o
16IR 1.00 ISO 3M (2 375 1.000 0027 649 .06 10 3 °
16IRB 1.00 ISO (1 375 1.000 0027 649 03 03 1 °
16IRM 1.00 ISO () 375 1.000 0020 649 02 03 1 o | o o | oo | @
16IL 1.25 ISO 375 1.250 0035 649 03 04 1 ° ° °
16IR 1.25 ISO 375 1.250 0035 649 .03 04 1 o | o °
16IRB 1.25 ISO (1 375 1.250 0035 649 03 03 1 °
16IRM 1.25 ISO () 375 1.250 0024 649 03 04 1 . o | o
16IL 1.50 ISO 375 1.500 0047 649 04 05 1 o | o o | o
16IR 1.50 ISO 375 1.500 0047 649 .04 04 1 . o (o | o . .
16IR 1.50 ISO 2M () 375 1.500 .0039 649 .06 .09 2 °
16IRB 1.50 ISO (1) 375 1.500 0047 649 04 05 1 .
16IRM 1.50 ISO () 375 1,500 0031 649 03 04 1 o | o o | o | 0| @
16IL 1.75 I1SO 375 1,750 0047 649 04 05 1 .
16IR 1.75 ISO 375 1.750 0047 649 04 05 1 o | o °
16IRB 1.75 ISO (1 375 1.750 0047 649 04 .05 1 °
16IRM 1.75 I1SO () 375 1.750 .0039 649 04 05 1 . o | o | o
16IL 2.00 ISO 375 2.000 0063 649 04 05 1 . .
16IR 2.00 ISO 375 2.000 0063 649 04 05 1 ° ° ° o | o
16IR 2.00 ISO 2M (2 375 2,000 0055 649 .06 A1 2 °
16IRB 2.00 ISO (1 375 2.000 0055 649 04 05 1 .
16IRM 2.00 ISO (1 375 2.000 0043 649 04 05 1 . o | oo | o
16IL 2.50 ISO 375 2,500 0075 649 05 06 1 °
16IR 2.50 I1SO 375 2,500 0075 649 .05 .06 1 . . o | o
16IRB 2.50 ISO 375 2,500 0075 649 05 .06 1 °
16IRM 2.50 ISO () 375 2.500 0055 649 04 .06 1 ° o | o | o
16IL 3.00 ISO 375 3.000 0083 649 04 06 1 °
16IR 3.00 ISO 375 3.000 0083 649 04 .06 1 . ° o | o
16IRB 3.00 ISO (1 375 3.000 .0083 649 04 .06 1 °
16IRM 3.00 ISO () 375 3.000 0087 649 04 .06 1 ° e | o | o | @
16IR 3.50 ISO 375 3.500 0102 649 .06 06 1 °
22IR 1.50 ISO 3M @ 500 1.500 0043 866 .09 15 3 . °
22IR 2.00 ISO 2M @ 500 2,000 0059 866 .09 12 2 °

e Anvils for laydown inserts, see pages 26-35, 234-237

® For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

e Tolerance: class 6H

e For technical information and detailed cutting data, see pages 104-105

() With pressed chipformer

2 Multi-tooth

@) Thread pitch

4 Number of teeth per corner

Tools: AVC-D-SIR/L e C#-SIR/L * MGSIR/L ® MTET Single Point e PICIN-MGSIR/L e SIR/L
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IR/L-ISO

Internal ISO Metric

(DIN13 12-1986 class 6H)
Laydown Threading Inserts
for General Applications
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Dimensions Tough «<— Hard
N~

2 8|8/8(8| /8|88
Designation IC  TPmm® RE INSL PDY PDX CICTW |[© || QS |Q|O|o|Q|o|Q|o
22IR 2.00 ISO 3M @ 500 2,000 0051 866 12 20 3 °
22IL 3.00 ISO 500 3.000 0067 866 04 .06 1 °
22IL 3.50 ISO 500 3,500 0091 866 .06 09 1 .
22IR 3.50 ISO 500 3,500 0091 866 .06 09 1 ° o | o
22IL 4.00 ISO 500 4,000 0106 866 .06 09 1 °
22IR 4.00 ISO 500 4,000 0106 866 .06 09 1 o | o °
22IL 4.50 ISO 500 4,500 0122 866 .06 09 1 .
22IR 4.50 ISO 500 4.500 0122 866 .06 09 1 . °
22IL 5.00 ISO 500 5,000 0126 866 07 10 1 ° °
22IR 5.00 ISO 500 5,000 0126 866 07 10 1 . .
22UIRL 5.50 ISO 500 5,500 0142 866 09 43 1 .
22IR 6.00 ISO 500 6.000 0157 866 07 10 1 .
22UIRL 6.00 ISO 500 6.000 0157 866 .08 43 1 .
27IR 3.00 ISO 2M @ 625 3.000 0083 1.083 12 18 2 °
27IR 5.50 ISO 625 5,500 0142 1.083 07 10 1 . °
27IR 6.00 ISO 625 6.000 0177 1.083 07 09 1 . °
27UIRL 8.00 ISO 625 8.000 0197 1.083 10 54 1 .

* Anvils for laydown inserts, see pages 26-35, 234-237
* For recommended number of passes see pages 81-82
e For Insert Identification system, see page 24

* Tolerance: class 6H

® For technical information and detailed cutting data, see pages 104-105

(™) With pressed chipformer

) Multi-tooth

@) Thread pitch

4 Number of teeth per corner

Tools: AVC-D-SIR/L e C#-SIR/L ® MGSIR/L ® MTET Single Point ¢ PICIN-MGSIR/L e SIR/L

PENTA 24-ISO
Precision Ground ISO Metric
Full Profile Pentagonal

iy

69

| DIN13, 1SO 68-1, |

External Threading Inserts 150 965 (122

with a Chipformer 60°

RE 4
M E T 2 | C
Dimensions

S
Designation TP RE 3
PENTA 24-0.5-ISO 0.500 0.08 .
PENTA 24-0.75-1SO 0.750 0.11 °
PENTA 24-0.8-ISO 0.800 0.12 .
PENTA 24-1.0-ISO 1.000 0.14 .
PENTA 24-1.25-I1SO 1.250 0.18 °
PENTA 24-1.5-ISO 1.500 0.22 .
PENTA 24-1.75-I1SO 1.750 0.25 .
PENTA 24-2.0-ISO 2,000 0.28 .

¢ For insert identification system, see page 45

e DMIN(mm)=5.435xTP

) Thread pitch

Tools: PCAD RE/LE-JHP e PCADR/L ¢ PCADR/L-JHP e PCHBR/L ¢ PCHR/L-24 ¢ PCHR/L-24-JHP e PCHR/L-24-JHP-MC

Member IMC Group
"
L 4 11]




F Y y. J
@ THREADING LINE ‘T’ ‘T’
Z PENTA 24-I1SO
= Precision Ground 1SO Metric o
Z Full Profile Pentagonal " DINT3, 150 66-1, |
External Threading Inserts 10 965 (182)
% with a Chipformer
I_ | N C H
<DE Dimensions
LL
oC o
o
I Designation TP mm(® RE 3
— PENTA 24-0.5-1SO 500 0031 .
PENTA 24-0.75-1SO 750 0043 .
PENTA 24-0.8-1SO 800 .0047 .
PENTA 24-1.0-I1SO 1.000 .0055 °
PENTA 24-1.25-1SO 1.250 .0071 .
PENTA 24-1.5-ISO 1.500 .0087 .
PENTA 24-1.75-1SO 1.750 .0098 °
PENTA 24-2.0-I1SO 2.000 0110 .
e For insert identification system, see page 45
o DMIN(mMm)=5.435xTP
() Thread pitch
Tools: HMSDV PEN e HSTBS-PEN e PCAD RE/LE-JHP  PCADR/L ® PCADR/L-JHP ¢ PCHBR/L ¢ PCHR/L-24 ® PCHR/L-24-JHP
IS TirinEALD ‘ 2o '{‘Aﬁ
SWISSCUT y KX 0).
SCIR-22-MTR-ISO ' TR oree
Precision Ground ISO Metric RE CDX SO 965 (182)
Full Profie Threading Inserts R =
povh  dow 7
M E T R | C
Dimensions
(=]
o
o
Designation TP cwW CDX@ RE PDY 5]
SCIR 22-MTR-0.3ISO 0.300 1.00 3.00 0.03 0.2 )
SCIR 22-MTR-0.4ISO 0.400 1.00 3.00 0.04 0.2 .
SCIR 22-MTR-0.51SO 0.500 1.00 3.00 0.06 0.3 .
SCIR 22-MTR-0.75ISO 0.750 1.00 3.00 0.10 0.4 .
SCIR 22-MTR-1.0ISO 1.000 1.50 4.00 0.14 0.6 .
SCIR 22-MTR-1.5ISO 1.500 2.00 4.00 0.20 0.8 [

™) Thread pitch
(2 Cutting depth maximum
Tools: NQCH-SCHR/L-BF-JHP ¢ NQCH-Y-SCHR-BF-JHP e SCHR/L-22BF ¢ SCHR/L-22BF-JHP e Y-SCHR-22BF e Y-SCHR-22BF-JHP

152 ISCAR




ISCARTHREAD ‘ o6 - CD
SWISSTUT y 28 C) YJ!’“ Z
. ; =
SCIR-22-MTR-ISO * Do | =
Precision Ground ISO Metric RE CDX 1S0 965 (182)
Full Profile Threading Inserts N o s
PDY cw o :)
| N C H
Dimensions <DE
2 o
S
Designation TP mm(®) cw CDX® RE PDY S T
SCIR 22-MTR-0.31SO 300 039 18 o012 0 . —
SCIR 22-MTR-0.41SO 400 039 118 0016 of .
SCIR 22-MTR-0.5SO 500 089 118 0024 o .
SCIR 22-MTR-0.75SO 750 039 118 0039 ® .
SCIR 22-MTR-1.0ISO 1000 069 157 0055 ® .
SCIR 22-MTR-1.51SO 1500 079 157 0079 3 .

() Thread pitch
(@ Cutting depth maximum
Tools: NQCH-SCHR/L-BF-JHP  NQCH-Y-SCHR-BF-JHP e SCHR/L-22BF e SCHR/L-22BF-JHP e Y-SCHR-22BF e Y-SCHR-22BF-JHP

IS THREALD -
CUTGR,'F +0.025 {1’}441 7.7 Ref. @y !

6
TIP-P-ISO w RO |
Precision Ground ISO Metric Full

Profile Double-Ended External
Threading Inserts
with a Chipformer

— _ 1SO 965 (182)
oo S ow
RE

Dimensions Tough «<— Hard

© S
Designation TP cw RE RETOL® 3 3
TIP 2P0.5-1SO 0,500 2.40 008 0.030 o .
TIP 2P0.75-1SO 0.750 2.40 0.11 0.030 o o
TIP 2P0.8-1SO 0.800 240 0.12 0.030 o .
TIP 2P1.0-1SO 1.000 240 0.14 0.030 o o
TIP 2P1.25-1SO 1250 2.40 0.18 0.030 o o
TIP 2P1.5-1SO 1500 240 022 0.030 o o
TIP 2P1.75-1SO 1.750 2.40 025 0.030 . o
TIP 4P2.0-1SO 2,000 400 028 0.030 o o
TIP 4P2.5-1SO 2.500 4.00 0.35 0.050 ] °
TIP 4P3.0-1SO 3.000 400 0.42 0.050 o
TIP 4P3.5-1SO 3500 400 048 0.050 o
TIP 5P4.0-1SO 4.000 5.50 0.55 0.050 °
TIP 5P5.0-1SO 5.000 5.50 0.68 0.050 °

® (a) TIP inserts are 1.6 mm longer than GIP in the same pocket

¢ Toolholder seat needs to be modified according to insert profile to ensure clearance

) Thread pitch

(2 Corner radius tolerance (+/-)

Tools: C#-GHDR/L ® CGHN-D e CGHN-DG e CGHN-S e CGPAD e CGPAD-JHP e GHDRY/L (short pocket) ® GHDR/L-JHP (short pocket)
¢ GHDR/L-JHP-MC (short pocket) ® GHGR/L ® GHMPR/L ® GHMR/L ¢ GHSR/L ¢ GHSR/L-JHP-SL ® NQCH-GHSR/L-JHP

Member IMC Group
"
L 4 11]




THREAD TURNING
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ISCARTHREAD =
V7 +.001 € §=Q‘-697 Ref @l
CUTGrHi~ % T!\ “
TIP-P-ISO oy 80, |
Precision Ground ISO Metric Full L ] 150 965 (182)
Profile Double-Ended External 80° 1% Y
Threading Inserts
with a Chipformer
| N C H
Dimensions Tough «<— Hard
2 | 8
Designation TP mm(® cw RE RETOL®@ (&} o
TIP 2P0.5-ISO .500 .094 .0031 0012 . .
TIP 2P0.75-ISO .750 094 0043 0012 . .
TIP 2P0.8-ISO .800 .094 .0047 .0012 . .
TIP 2P1.0-ISO 1.000 094 .0055 0012 ° °
TIP 2P1.25-ISO 1.250 094 0071 0012 . °
TIP 2P1.5-I1SO 1.500 094 .0087 0012 . .
TIP 2P1.75-ISO 1.750 .094 .0098 0012 . .
TIP 4P2.0-1SO 2.000 157 0110 0012 ° °
TIP 4P2.5-1SO 2.500 157 0138 .0020 . .
TIP 4P3.0-ISO 3.000 157 .0165 .0020 o
TIP 4P3.5-1SO 3.500 157 0189 0020 °
TIP 5P4.0-1SO 4,000 217 0216 0020 °
TIP 5P5.0-1SO 5,000 217 0268 0020 °

® (a) TIP inserts are .063" longer than GIP in the same pocket

¢ Toolholder seat needs to be modified according to insert profile to ensure clearance

() Thread pitch

(2 Corner radius tolerance (+/-)

Tools: C#-GHDR/L ® CGHN-D ® CGHN-DG ¢ CGHN-S e CGPAD ¢ CGPAD-JHP e GHDRY/L (short pocket) ® GHDR/L-JHP (short pocket)
¢ GHGR/L ® GHMPR/L ® GHMR/L ¢ GHSR/L ® GHSR/L-JHP-SL * NQCH-GHSR/L-JHP

PICCOCUT o )
PICCO ISO Full Profile ‘ DCONMS o m r
ISO Standard Inserts for .~ OHN—— 3 =
) I PDX ' \ d 6H
Full Profile Threads > DIN13, SO 68-1,
2 . 1S0 965 (12)
WF‘/‘/ 4 WB " A
N N\
X i’ﬂ* Right-hand shown

Dimensions

0
o
Designation TP  DCONMS  WF a OAL OHN®@ WB PDX HC CF DMIN 3
PICCO R/L 105.0510-15 1.000 5.00 1.90 4.40 30.00 15.0 3.30 0.6 0.54 0.12 4.80 o
PICCO R/L 106.0612-15 1.250 6.00 2.30 5.30 30.00 15.0 3.40 0.7 0.67 0.15 6.00 o
PICCO R/L 106.0815-15 1.500 6.00 2.30 5.30 30.00 15.0 3.40 08 0.81 0.18 6.00 o
PICCO R/L 107.0815-15 1.500 7.00 2.80 6.30 30.00 15.0 3.80 0.8 0.81 0.18 7.00 o
(™ Thread pitch
) Minimum overhang
Holders: PICCO ACE e PICCO/MG PCO (Holder)
| N C H
Dimensions
8
Designation TP mm® DCONMS  WF a OAL OHN®@ WB PDX HC CF DMIN 3
PICCO R/L 105.0510-15 1.000 197 .075 73 1.181 591 130 .02 .021 .005 189 [
PICCO R/L 106.0612-15 1.250 .236 .091 209 1.181 .591 134 .03 .026 .006 236 .
PICCO R/L 106.0815-15 1.500 .236 .091 209 1.181 .591 134 .03 .032 .007 236 o
PICCO R/L 107.0815-15 1.500 276 110 248 1.181 .591 150 .03 .032 .007 276 [

() Thread pitch
2 Minimum overhang
Holders: PICCO ACE e PICCO/MG PCO (Holder)

ISCAR




PICCOCUT ‘ OAL '
PICCO ISO m{—% DCONMS  x m ‘F
Full Profile Fine 1 = oH
ISO Fine Pitch Inserts for | <PDX OHN v PDX,/ DIN13, 1SO 68-1,
Full Profile Threads Ty : by Ko neD
a [| - /‘;
wr A V/__/Ho
X w8 CF, Right-hand shown

©)
<
Z
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a)
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o
T
|_

Dimensions
3
Designation TP DCONMS WF a OAL OHN®@ WB PDX HC CF DMIN S
PICCO R/L 104.0205-15 0.500 5.00 1.50 3.50 30.00 15.0 240 0.4 0.27 0.06 4,00 .
PICCO R/L 105.0205-15 0.500 5.00 1.90 4.40 30.00 15.0 3.30 0.4 0.27 0.06 5.00 o
PICCO R/L 105.0407-15 0.750 5.00 1.90 4.40 30.00 15.0 3.30 0.5 0.40 0.09 5.00 o
PICCO R/L 106.0510-15 1.000 6.00 2.30 5.30 30.00 15.0 3.40 0.6 0.54 0.12 6.00 o
) Thread pitch
2 Minimum overhang
Holders: PICCO ACE e PICCO/MG PCO (Holder)
| N C H
Dimensions
S
Designation TP mm® DCONMS  WF a OAL OHN®@ WB PDX HC CF DMIN 3
PICCO R/L 104.0205-15 .500 197 .059 138 1.181 591 .094 .02 011 .002 157 o
PICCO R/L 105.0205-15 .500 197 075 A73 1.181 .591 130 .02 011 .002 197 (]
PICCO R/L 105.0407-15 .750 197 075 173 1.181 591 130 .02 016 .004 197 o
PICCO R/L 106.0510-15 1.000 236 .091 209 1.181 591 134 02 021 .005 .236 o
) Thread pitch
) Minimum overhang
Holders: PICCO ACE e PICCO/MG PCO (Holder)
_-—cce




Full Profile UN

IS THNEALD J
POX PDX b,
ER/L-UN e T [ I — Wi
External American UN Full = IC o
Profile (UN, UNC, UNF, UNEF) JPDY TN M | ANSVASMEB11 |
Laydown Threading Inserts INSL @ AD INSL ) .
for General Applications i N
IC
e External right-hand shown

©)
<
Z
o
»
|_
&
<L
LL
o
T
|_

Dimensions Tough «<— Hard

SI2|8|=|8(88|8
Designation IC TPI® RE INSL PDY PDX ccTe || e|e|ejee|e
11ER 56 UN 6.35 56.0 0.07 11.00 06 04 1 °
11ER 48 UN 6.35 480 0.08 11.00 06 06 1 °
11ER 44 UN 6.35 44.0 0.05 11.00 06 06 1 °
11EL 32 UN 6.35 320 0.10 11.00 06 06 1 °
11ER 32 UN 6.35 320 0.10 11.00 06 06 1 °
11ER 28 UN 6.35 280 0.10 11.00 06 07 1 ° °
11ER 24 UN 6.35 24.0 0.12 11.00 07 08 1 °
11EL 20 UN 6.35 20.0 0.15 11.00 0.8 0.9 1 °
11ER 20 UN 6.35 200 0.15 11.00 08 09 1 o | o °
11ER 18 UN 6.35 18.0 0.17 11.00 0.8 1.0 1 . °
11ER 16 UN 6.35 16.0 0.18 11.00 09 1.1 1 o | o °
16ER 72 UN 9.52 720 0.05 16.49 07 04 1 °
16ER 64 UN 9.52 64.0 0.06 16.49 06 04 1 .
16ER 56 UN 9.52 56.0 0.05 16.49 07 04 1 .
16ER 48 UN 9.52 480 0.05 16.49 06 06 1 °
16EL 40 UN 9.52 400 0.10 16.49 06 05 1 °
16ER 40 UN 9.52 400 0.10 16.49 06 05 1 o | o °
16EL 36 UN 9.52 36.0 0.07 16.49 06 06 1 °
16ER 36 UN 9.52 36.0 0.08 16.49 06 06 1 °
16EL 32 UN 9.52 320 0.10 16.49 06 06 1 °
16ER 32 UN 9.52 320 0.10 16.49 06 06 1 ° o | o
16EL 28 UN 9.52 280 0.1 16.49 06 07 1 °
16ER 28 UN 9.52 280 0.1 16.49 06 07 1 o | o o | o
16ER 27 UN 9.52 27.0 0.13 16.49 07 07 1 ° °
16EL 24 UN 9.52 24.0 0.13 16.49 07 08 1 °
16ER 24 UN 9.52 24.0 0.13 16.49 0.7 0.8 1 o | o o | o
16ER 24 UN 2M 9.52 24.0 0.15 16.49 1.1 1.7 2 °
16ERB 24 UN () 9.52 24.0 0.13 16.49 07 08 1 °
16ERM 24 UN (1 9.52 24.0 0.1 16.49 07 08 1 ° o | o
16EL 20 UN 9.52 200 0.16 16.49 08 08 1 o | o °
16ER 20 UN 9.52 200 0.16 16.49 08 09 1 o | o o | o
16ERB 20 UN (1 9.52 200 0.16 16.49 08 09 1 .
16ERM 20 UN (1 9.52 20.0 0.14 16.49 08 0.9 1 ° oo | o
16EL 18 UN 9.52 18.0 0.17 16.49 07 08 1 . °
16ER 18 UN 9.52 18.0 017 16.49 0.7 0.8 1 o | o o | e
16ER 18 UN 2M 9.52 18.0 0.20 16.49 15 22 2 °
16ERB 18 UN (1) 9.52 18.0 0.18 16.49 0.7 08 1 .
16ERM 18 UN (1 9.52 18.0 0.15 16.49 08 1.0 1 ° o | o | e
16EL 16 UN 9.52 16.0 0.23 16.49 1.1 1.2 1 ° °
16ER 16 UN 9.52 16.0 0.23 16.49 1.1 1.2 1 ° ° o | o
16ER 16 UN 2M @ 9.52 16.0 0.09 16.49 15 23 2 °
16ERB 16 UN () 9.52 16.0 0.23 16.49 1.1 1.2 1 °
16ERM 16 UN (1) 9.52 16.0 0.19 16.49 09 1.1 1 ° o | o | e
16EL 14 UN 9.52 14.0 0.23 16.49 1.0 1.2 1 . .

e Anvils for laydown inserts, see pages 26-35, 234-237

* For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

* Tolerance: class 2A

e For threading between walls use GRIP-type insert TIP-UN

* For technical information and detailed cutting data, see pages 104-105
) With pressed chipformer

@ Multi-tooth

(@) Threads per inch

(@) Number of teeth per corner

Tools: C#-SER/L e MTET Single Point ® SER-D ¢ SER/L ¢ SER/L-JHP e SER/L-JHP-MC
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Dimensions Tough <— Hard

o | = | o w|o|wo|S

NI 8[(B|I8|8
Designation IC TPI®) RE INSL PDY PDX cicté. (EEIEIEIEIEIRRIEIRE
16ER 14 UN 9.52 14.0 0.23 16.49 1.0 12 1 ° o | o
16ER 14 UN 2M @ 9.52 14.0 0.09 16.49 1.6 26 2 °
16ERB 14 UN (1) 9.52 14.0 0.23 16.49 1.0 12 1 °
16ERM 14 UN () 9.52 14.0 0.22 16.49 1.0 12 1 ° o | o | o
16EL 13 UN 9.52 13.0 0.24 16.49 1.0 12 1 °
16ER 13 UN 9.52 13.0 0.24 16.49 1.0 1.2 1 o | o °
16ERB 13 UN (1) 9.52 13.0 0.25 16.49 0.9 12 1 °
16ERM 13 UN (1 9.52 13.0 0.24 16.49 1.0 13 1 °
16EL 12 UN 9.52 12.0 0.27 16.49 1.4 12 1 ° .
16ER 12 UN 9.52 12.0 0.30 16.49 1.0 1.3 1 o |0 o | o
16ER 12 UN 2M @ 9.52 12.0 0.27 16.49 2.2 34 2 °
16ERB 12 UN (1 9.52 12.0 0.27 16.49 0.9 1.2 1 .
16ERM 12 UN (1 9.52 12.0 0.25 16.49 1.1 14 1 o | o o | o | o
16ER 11.5 UN 9.52 11.5 0.27 16.49 1.2 15 1 ° °
16EL 11 UN 9.52 11.0 0.28 16.49 1.1 15 1 .
16ER 11 UN 9.52 11.0 0.29 16.49 1.1 15 1 ° °
16ERB 11 UN (1) 9.52 11.0 0.29 16.49 1.1 15 1 °
16EL 10 UN 9.52 10.0 0.32 16.49 1.1 15 1 ° °
16ER 10 UN 9.52 10.0 0.32 16.49 1.1 15 1 o | o o | o
16ERB 10 UN (1) 9.52 10.0 0.32 16.49 1.1 15 1 °
16ERM 10 UN 9.52 10.0 0.32 16.49 1.1 15 1 .
16ER 9 UN 9.52 9.0 0.35 16.49 1.3 1.6 1 °
16ERB 9 UN (1 9.52 9.0 0.35 16.49 1.3 16 1 °
16EL 8 UN 9.52 80 0.40 16.49 1.2 1.6 1 ° °
16ER 8 UN 9.52 8.0 0.40 16.49 1.2 1.6 1 ° o | o
16ERB 8 UN () 9.52 8.0 0.43 16.49 1.2 16 1 °
16ERM 8 UN (1 9.52 8.0 0.4 16.49 1.2 16 1 . .
22ER 13 UN 3M 12.70 13.0 0.28 22,00 3.0 49 3 .
22ER 12 UN 2M @ 12.70 12.0 0.27 22,00 2.2 34 2 °
22ER 12 UN 3M @ 12.70 12.0 0.27 22.00 32 5.2 3 o | o °
22ER 7 UN 12.70 7.0 0.47 22.00 1.6 23 1 ° .
22ER 6 UN 12,70 6.0 0.56 22.00 1.6 2.3 1 ° °
22ER 5 UN 12.70 50 0.67 22.00 1.7 25 1 o | o °
27ER 8 UN 2M @ 15.88 8.0 0.4 2750 3.1 49 2 .
27ER 4.5 UN 15.88 45 0.75 27.50 1.9 2.7 1 .
27ER 4 UN 15.88 40 0.85 27.50 07 0.8 1 oo |0 °

e Anvils for laydown inserts, see pages 26-35, 234-237

® For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

* Tolerance: class 2A

* For threading between walls use GRIP-type insert TIP-UN

® For technical information and detailed cutting data, see pages 104-105
() With pressed chipformer

) Multi-tooth

@) Threads per inch

(4) Number of teeth per corner

Tools: C#-SER/L e MTET Single Point ® SER-D ¢ SER/L e SER/L-JHP e SER/L-JHP-MC

Member IMC Group
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ISCARTHREAD

PDX <PPX.
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Profile (UN, UNC, UNF, UNEF) % N ANSI/ASME B1.1
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Laydown Threading Inserts
for General Applications l =

— External right-hand shown

THREAD TURNING

Dimensions Tough <— Hard

o | = | o w|o|wo|S

N o 0 (=) o o o o

N w0 N [=3 (2] (=<} (=73 ~—
Designation IC TPI® RE INSL PDY PDX ccTe || ||| |L|e
11ER 56 UN 250 56.0 0027 433 02 02 1 °
11ER 48 UN 250 480 0031 433 02 02 1 °
11ER 44 UN 250 44,0 0020 433 02 02 1 .
11EL 32 UN 250 320 0039 433 02 02 1 °
11ER 32 UN 250 32,0 0039 433 02 02 1 .
11ER 28 UN 250 28.0 0039 433 02 03 1 ° .
11ER 24 UN 250 24.0 0047 433 03 03 1 .
11EL 20 UN 250 20.0 0059 433 03 04 1 .
11ER 20 UN 250 200 0059 433 .03 04 1 o | o °
11ER 18 UN 250 18.0 0067 433 03 04 1 ° .
11ER 16 UN 250 16.0 0071 433 04 04 1 o | o .
16ER 72 UN 375 720 0020 649 03 02 1 .
16ER 64 UN 375 64.0 0024 649 02 02 1 °
16ER 56 UN 375 56.0 0020 649 03 02 1 .
16ER 48 UN 375 480 0020 649 02 02 1 .
16EL 40 UN 375 400 0039 649 02 02 1 °
16ER 40 UN 375 40.0 0039 649 02 02 1 o | o .
16EL 36 UN 375 36.0 0027 649 02 02 1 .
16ER 36 UN 375 36.0 0031 649 02 02 1 .
16EL 32 UN 375 32,0 0039 649 02 02 1 .
16ER 32 UN 375 320 0039 649 02 02 1 ° o | o
16EL 28 UN 375 28.0 0043 649 02 .03 1 °
16ER 28 UN 375 280 0043 649 02 03 1 o | o o | o
16ER 27 UN 375 27.0 0051 649 03 03 1 ° .
16EL 24 UN 375 24.0 0051 649 03 03 1 .
16ER 24 UN 375 24,0 0051 649 03 03 1 o | o o | o
16ER 24 UN 2M 375 24.0 0059 649 04 07 2 °
16ERB 24 UN (1) 375 24,0 0051 649 03 03 1 °
16ERM 24 UN () 375 24,0 0043 649 03 03 1 . o | o
16EL 20 UN 375 200 .0063 649 .03 03 1 o | o .
16ER 20 UN 375 200 0063 649 03 04 1 o | o o | o
16ERB 20 UN (1) 375 20.0 0063 649 03 04 1 °
16ERM 20 UN (1) 375 200 0055 649 03 04 1 ° o | o | o
16EL 18 UN 375 18.0 0067 649 03 03 1 ° .
16ER 18 UN 375 18.0 0067 649 03 03 1 o | o o | o
16ER 18 UN 2M 375 18.0 0079 649 .06 .09 2 .
16ERB 18 UN (1) 375 18.0 0071 649 03 03 1 °
16ERM 18 UN () 375 18.0 .0059 649 03 04 1 ° o | o | o
16EL 16 UN 375 16.0 0091 649 04 05 1 ° .
16ER 16 UN 375 16.0 0091 649 04 05 1 . ° o | o
16ER 16 UN 2M @ 375 16.0 0035 649 .06 .09 2 °
16ERB 16 UN (1 375 16.0 0091 649 04 05 1 .
16ERM 16 UN (1) 375 16.0 0075 649 04 04 1 . o | o | o
16EL 14 UN 375 14.0 0091 649 04 05 1 ° °
16ER 14 UN 375 14.0 0091 649 04 05 1 ° o | o
16ER 14 UN 2M @ 375 14.0 0035 649 .06 10 2 °
16ERB 14 UN (1) 375 14.0 0091 649 04 05 1 °

Anvils for laydown inserts, see pages 26-35, 234-237

For recommended number of passes see pages 81-82

For Insert Identification system, see page 24

Tolerance: class 2A

® For threading between walls use GRIP-type insert TIP-UN

e For technical information and detailed cutting data, see pages 104-105
) With pressed chipformer

) Multi-tooth

®) Threads per inch

(4) Number of teeth per corner

Tools: C#-SER/L e MTET Single Point ®« SER-D e SER/L ¢ SER/L-JHP e SER/L-JHP-MC
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Dimensions Tough «<— Hard
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Designation IC TPI®) RE INSL PDY PDX cicté. (EEIEIEIEIEIRRIEIRE
16ERM 14 UN () 375 14.0 0087 649 04 05 1 ° oo | o
16EL 13 UN 375 13.0 0094 649 04 05 1 ° .
16ER 13 UN 375 13.0 0094 649 04 05 1 o | o °
16ERB 13 UN (1) 375 13.0 .0098 649 04 05 1 °
16ERM 13 UN (1 375 13.0 0094 649 04 05 1 °
16EL 12 UN 375 12.0 0106 649 04 .05 1 ) .
16ER 12 UN 375 12.0 0118 649 04 05 1 o |0 o | o
16ER 12 UN 2M @ 375 12.0 .0106 649 .09 13 2 °
16ERB 12 UN (1 375 12.0 0106 649 04 05 1 °
16ERM 12 UN (1 375 12.0 0098 649 04 06 1 o | o o | o | o
16ER 11.5 UN 375 115 0106 649 05 06 1 ° .
16EL 11 UN 375 11.0 0110 649 04 .06 1 .
16ER 11 UN 375 1.0 0114 649 04 06 1 ° °
16ERB 11 UN (1) 375 11.0 0114 649 04 .06 1 °
16EL 10 UN 375 10.0 0126 649 04 06 1 ° °
16ER 10 UN 375 10.0 0126 649 04 .06 1 o | o o | o
16ERB 10 UN (1) 375 10.0 0126 649 04 .06 1 °
16ERM 10 UN 375 10.0 0126 649 04 .06 1 .
16ER 9 UN 375 90 0138 649 05 06 1 °
16ERB 9 UN (1) 375 9.0 0138 649 05 .06 1 °
16EL 8 UN 375 80 0157 649 .05 06 1 ° °
16ER 8 UN 375 80 0157 649 .05 .06 1 ° o | o
16ERB 8 UN (1 375 8.0 0169 649 05 06 1 °
16ERM 8 UN (1 375 80 0161 649 .05 .06 1 ) .
22ER 13 UN 3M .500 13.0 0110 866 12 19 3 °
22ER 12 UN 2M @ 500 12.0 0106 866 .09 13 2 °
22ER 12 UN 3M @ 500 12.0 0106 866 13 20 3 o | o )
22ER 7 UN 500 70 0185 866 .06 .09 1 ° .
22ER 6 UN 500 6.0 0220 866 .06 09 1 ° °
22ER 5 UN 500 50 0264 866 07 10 1 o | o °
27ER 8 UN 2M @ 625 8.0 0161 1.083 12 19 2 °
27ER 4.5 UN 625 45 10295 1.083 07 Bl 1 .
27ER 4 UN 625 40 0335 1.083 03 .03 1 o | o |0 °

e Anvils for laydown inserts, see pages 26-35, 234-237

® For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

* Tolerance: class 2A

e For threading between walls use GRIP-type insert TIP-UN

® For technical information and detailed cutting data, see pages 104-105
() With pressed chipformer

) Multi-tooth

©) Threads per inch

(4) Number of teeth per corner

Tools: C#-SER/L e MTET Single Point ® SER-D ¢ SER/L e SER/L-JHP e SER/L-JHP-MC

Member IMC Group
|
L 4 11]
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Dimensions Tough «<— Hard
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Designation IC TPI4 RE INSL PDY PDX ccTe ||| e|e|e|Le|e |
06IR 32 UN 4,00 320 0.05 6.88 06 05 1 .
06IR 28 UN 4,00 28.0 0.07 6.88 0.6 0.5 1 [ °
06IL 24 UN 4,00 240 008 6.88 06 06 1 .
06IR 24 UN 4,00 240 0.08 6.8 08 06 1 . .
06IR 20 UN 4,00 20.0 0.09 6.88 0.6 0.6 1 (]
06IL 18 UN 4,00 18.0 0.07 6.88 0.6 0.7 1 °
06IR 18 UN 4,00 18.0 010 6.88 08 07 1 .
08IR 32 UN 5.00 32.0 0.04 8.24 0.6 0.5 1 [
08IL 28 UN 5.00 280 0.04 8.24 06 06 1 .
08IR 28 UN 5.00 28.0 0.05 8.24 05 06 1 . .
08IR 27 UN 5.00 27.0 0.08 8.24 0.5 0.5 1 (]
08IL 24 UN 5.00 24.0 0.08 8.24 0.6 0.6 1 °
08IR 24 UN 5.00 240 008 8.24 08 06 1 . .
08IL 20 UN 5.00 20.0 0.08 8.24 0.7 0.7 1 ()
08IR 20 UN 5.00 200 009 8.24 07 07 1 .
08IR 18 UN 5.00 18.0 012 8.24 05 07 1 . .
08IR 16 UN 5.00 16.0 0.09 8.24 0.6 0.7 1 (]
08IR 14 UN 5.00 14.0 0.10 8.24 0.6 0.8 1 ° °
08IR 13 UN 5.00 13.0 0.14 8.24 08 09 1 . .
O8UIRL 13 UN 5.00 13.0 0.10 8.24 1.0 4.0 1 °
08UIRL 12 UN 5.00 120 010 8.24 09 40 1 .
O8UIRL 11 UN 5.00 1.0 010 8.24 09 40 1 .
11IR 64 UN 6.35 64.0 0.04 11.00 0.6 0.4 1 °
11IR 48 UN 6.35 480 0.04 11.00 08 09 1 .
11IR 44 UN 6.35 440 0.05 11.00 08 09 1 .
11IR 40 UN 6.35 40.0 0.05 11.00 0.8 0.9 1 °
11IR 36 UN 6.35 36.0 006 11.00 06 06 1 .
11IL 32 UN 6.35 32.0 0.04 11.00 0.6 0.6 1 °
11IR 32 UN 6.35 32.0 0.05 11.00 0.6 0.6 1 °
11IRB 32 UN 6.35 320 0.04 11.00 08 06 1 .
11IL 28 UN 6.35 280 0.04 11.00 08 07 1 .
11IR 28 UN 6.35 28.0 0.05 11.00 0.6 0.6 1 °
11IRB 28 UN 6.35 280 0.05 11.00 08 06 1 .
11IL 24 UN 6.35 24.0 0.07 11.00 0.8 0.8 1 °
11IR 24 UN 6.35 24.0 0.07 11.00 0.7 0.8 1 ° °
11IRB 24 UN 6.35 240 0.08 11.00 08 06 1 .
11IR/L 20 UN 6.35 200 0.09 11.00 08 09 1 .
11IRB 20 UN 6.35 20.0 0.09 11.00 0.8 0.9 1 °
11IL 18 UN 6.35 18.0 010 11.00 09 10 1 .
11IR 18 UN 6.35 18.0 0.07 11.00 0.8 1.0 1 [ ° °
11IRB 18 UN 6.35 18.0 0.10 11.00 0.9 1.0 1 °
11IL 16 UN 6.35 16.0 0.11 11.00 09 1.0 1 °
11IR 16 UN 6.35 16.0 0.09 11.00 09 1.0 1 . o | o
11IRB 16 UN 6.35 16.0 0.1 11.00 0.9 1.0 1 °
11IL 14 UN 6.35 14.0 010 11.00 09 11 1 .
11IR 14 UN 6.35 14.0 0.10 11.00 09 1.0 1 ° ° °
11IRB 14 UN 6.35 14.0 0.13 11.00 0.9 1.0 1 °

* Anvils for laydown inserts, see pages 26-35, 234-237

e For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

e Tolerance: class 2B,ANS| B1, 3M-1986

e For technical information and detailed cutting data, see pages 104-105
() With pressed chipformer

) Multi-tooth

@) With pressed chipformer

() Threads per inch

(5) Number of teeth per corner

Tools: AVC-D-SIR/L e C#-SIR/L ® MGSIR/L e MTET Single Point e PICIN-MGSIR/L e SIR/L
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Profile (UN, UNC, UNF, UNEF)
Laydown Threading Inserts
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Dimensions Tough «<— Hard
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Designation IC TPI®) RE INSL PDY PDX ccTe ||| |e|e|Le|e |
11IR 13 UN 6.35 13.0 0.15 11.00 08 1.0 1 °
11IR 12 UN 6.35 120 0.15 11.00 08 1.0 1 . °
11IRB 12 UN 6.35 12.0 0.13 11.00 0.9 1.0 1 °
11IR 11 UN 6.35 11.0 0.14 11.00 08 1.0 1 . °
11IR 10 UN 6.35 10.0 0.18 11.00 08 1.0 1 °
16IR 64 UN 9.52 64.0 0.04 16.49 06 04 1 .
16IR 40 UN 9.52 40.0 0.05 16.49 06 06 1 °
16IR 36 UN 952 36.0 0.06 16.49 06 06 1 °
16IR 32 UN 9.52 32.0 0.04 16.49 06 06 1 . °
16IL 28 UN 9.52 28.0 0.04 16.49 06 07 1 °
16IR 28 UN 952 28.0 0.05 16.49 06 06 1 °
16IL 24 UN 2M 9.52 24.0 0.08 16.49 1.5 1.5 2 °
16IR 24 UN 9.52 24.0 0.05 16.49 0.7 0.8 1 ° °
16IRB 24 UN (1) 9.52 24.0 0.07 16.49 0.7 08 1 °
16IL 20 UN 9.52 20.0 0.06 16.49 08 09 1 . °
16IR 20 UN 9.52 20.0 0.06 16.49 08 09 1 o | o | o o | o
16IR 20 UN 2M 952 20.0 0.09 16.49 14 2.0 2 .
16IRB 20 UN (" 9.52 20.0 0.09 16.49 08 08 1 °
16IRM 20 UN (1 9.52 20.0 0.06 16.49 0.8 09 1 o | o
16IL 18 UN 952 18.0 0.08 16.49 0.7 08 1 °
16IR 18 UN 9.52 18.0 0.08 16.49 0.7 08 1 . o | o
16IRB 18 UN (1 9.52 18.0 0.12 16.49 0.7 08 1 °
16IRM 18 UN (1) 9.52 18.0 0.08 16.49 08 1.0 1 o | o
16IL 16 UN 9.52 16.0 0.11 16.49 1.0 1.2 1 °
16IR 16 UN 9.52 16.0 0.11 16.49 09 1.2 1 . °
16IR 16 UN-2M (2 9.52 16.0 0.09 16.49 15 2.3 2 ° °
16IRB 16 UN @@ 9.52 16.0 0.11 16.49 09 1.2 1 °
16IRM 16 UN (1) 9.52 16.0 0.09 16.49 0.9 1.1 1 . o | o
16IL 14 UN 952 14.0 0.10 16.49 0.9 1.2 1 . °
16IR 14 UN 9.52 14.0 0.13 16.49 0.9 1.2 1 . °
16IRB 14 UN (1) 9.52 14.0 0.13 16.49 0.9 1.2 1 °
16IRM 14 UN (1) 9.52 14.0 0.11 16.49 0.9 1.2 1 . o | o | o
16IL 13 UN 9.52 13.0 0.14 16.49 15 1.0 1 .
16IR 13 UN 9.52 13.0 0.14 16.49 15 1.0 1 °
16IL 12 UN 952 120 0.15 16.49 1.0 1.1 1 . °
16IR 12 UN 9.52 12.0 0.15 16.49 1.0 1.1 1 o | o o | o
16IRB 12 UN (1 9.52 12.0 0.13 16.49 1.0 1.2 1 °
16IRM 12 UN (1) 9.52 12.0 0.12 16.49 1.1 1.4 1 . o | o | o
16IR 11.5 UN 9.52 1.5 0.14 16.49 1.0 1.1 1 °
16IR/L 11 UN 9.52 11.0 0.18 16.49 1.0 1.0 1 °
16IR/L 10 UN 952 10.0 0.15 16.49 1.1 15 1 . °
16IRB 10 UN (1) 9.52 10.0 0.15 16.49 1.1 1.5 1 °
16IR 9 UN 9.52 9.0 0.17 16.49 1.2 1.7 1 °
16IL 8 UN 952 8.0 0.23 16.49 1.1 15 1 o | o °
16IR 8 UN 9.52 8.0 0.23 16.49 1.1 15 1 o | o o | o
16IRB 8 UN (1 9.52 8.0 0.23 16.49 1.1 15 1 °
16IRM 8 UN (1) 9.52 8.0 0.20 16.49 11 15 1 . o | o | o

* Anvils for laydown inserts, see pages 26-35, 234-237

* For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

e Tolerance: class 2B,ANSI B1, 3M-1986

® For technical information and detailed cutting data, see pages 104-105

() With pressed chipformer

@ Multi-tooth

@) With pressed chipformer

() Threads per inch

(5) Number of teeth per corner

Tools: AVC-D-SIR/L * C#-SIR/L ¢ MGSIR/L ¢ MTET Single Point * PICIN-MGSIR/L » SIR/L

-




Continued

ISCARTHREAD

IR/L-UN

Internal American UN Full
Profile (UN, UNC, UNF, UNEF)
Laydown Threading Inserts
for General Applications

Internal left-hand shown

THREAD TURNING

Dimensions Tough «<— Hard

o || =| o o |wo|lwo|S

N N o w0 (=] o o o o

N [=23 (2] N o (2] (=) D ~—
Designation IC TPI4) RE INSL PDY PDX ceTe || |e|e|e|Le|e |
22IR 16 UN 3M (@ 12.70 16.0 0.07 22.00 25 40 3 .
22IR 12 UN 2M @ 12,70 12.0 0.15 22,00 23 30 2 °
22IR 12 UN 3M @ 12.70 12.0 0.15 22,00 3.1 5.2 3 °
22IL 7 UN 12.70 70 0.22 22.00 16 2.3 1 °
22IR 7 UN 12.70 7.0 0.22 22.00 1.6 23 1 . °
22IL 6 UN 12.70 6.0 0.30 22.00 16 23 1 ° °
22IR 6 UN 12.70 6.0 0.26 22.00 1.6 23 1 . .
22IR 5 UN 12.70 50 0.38 22.00 1.7 1.7 1 ° °
22UIRL 4.5 UN 12.70 45 0.36 22.00 24 1.0 1 .
27IR 8 UN 2M @ 15.88 80 0.19 27.50 3.1 49 2 .
27IR 4.5 UN 15.88 45 0.36 27.50 1.7 2.4 1 . °
27IR 4 UN 15.88 40 0.47 27.50 1.8 25 1 ° °

e Anvils for laydown inserts, see pages 26-35, 234-237

e For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

¢ Tolerance: class 2B,ANS| B1, 3M-1986

e For technical information and detailed cutting data, see pages 104-105
() With pressed chipformer

2 Multi-tooth

@) With pressed chipformer

() Threads per inch

(8) Number of teeth per corner

Tools: AVC-D-SIR/L e C#-SIR/L ® MGSIR/L ® MTET Single Point e PICIN-MGSIR/L e SIR/L
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ISCARTHREAD

IR/L-UN

Internal American UN Full
Profile (UN, UNC, UNF, UNEF)
Laydown Threading Inserts
for General Applications

ANSI/ASME B1.1

Internal left-hand shown
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Dimensions Tough <— Hard

o || =| o o |w|wo|S

S|s|B|l8|g|l8|8|8|¢8
Designation IC TPI RE INSL PDY PDX cete (| |e|e ||| e|e
06IR 32 UN 157 32.0 .0020 271 .02 .02 1 °
06IR 28 UN 157 28.0 .0027 271 .02 .02 1 ° °
06IL 24 UN 157 24.0 .0031 271 .02 .02 1 °
06IR 24 UN 157 24.0 .0031 271 .02 .02 1 ° °
06IR 20 UN 167 20.0 .0035 271 .02 .02 1 ()
06IL 18 UN 157 18.0 .0027 271 .02 .03 1 °
06IR 18 UN 1567 18.0 .0039 271 .02 .03 1 [
08IR 32 UN 197 32.0 .0016 324 .02 .02 1 [
08IL 28 UN 197 280 0016 324 02 02 1 .
08IR 28 UN 197 28.0 .0020 324 .02 .02 1 ° °
08IR 27 UN 197 27.0 .0032 324 .02 .02 1 °
08IL 24 UN 197 24.0 .0031 324 .02 .02 1 °
08IR 24 UN 197 24.0 0031 324 02 02 1 . .
08IL 20 UN 197 20.0 .0031 324 .03 .03 1 °
08IR 20 UN 197 200 0035 304 03 03 1 .
08IR 18 UN 197 18.0 0047 324 .02 .03 1 (] [
08IR 16 UN 197 16.0 .0035 324 .02 .03 1 °
08IR 14 UN 197 14.0 .0039 324 .02 .03 1 ° °
08IR 13 UN 197 13.0 0055 324 02 04 1 ° .
O8UIRL 13 UN 197 13.0 .0039 324 .04 16 1 3
O8SUIRL 12 UN 197 120 0039 324 04 16 1 .
O8UIRL 11 UN 197 1.0 .0039 324 .04 16 1 °
11IR 64 UN .250 64.0 .0016 433 .02 .02 1 °
11IR 48 UN 250 480 0016 433 03 04 1 .
11IR 44 UN 250 440 0020 433 03 04 1 .
11IR 40 UN .250 40.0 .0020 433 .03 .04 1 °
11IR 36 UN 250 360 0024 433 02 02 1 .
11IL 32 UN .250 32.0 .0016 433 .02 .02 1 °
11IR 32 UN .250 32.0 .0020 433 .02 .02 1 °
11IRB 32 UN 250 320 0016 433 02 02 1 .
11IL 28 UN 250 280 0016 433 02 03 1 .
11IR 28 UN .250 28.0 .0020 433 .02 .02 1 3
11IRB 28 UN 250 280 0020 433 02 02 1 .
11IL 24 UN .250 24,0 .0027 433 .03 .03 1 °
11IR 24 UN .250 24,0 .0027 433 .03 .03 1 ° °
11IRB 24 UN 250 240 0031 433 02 02 1 .
11IR/L 20 UN 250 200 0035 433 03 04 1 .
11IRB 20 UN .250 20.0 .0035 433 .03 .04 1 3
11IL 18 UN 250 18.0 0039 433 04 04 1 .
11IR 18 UN .250 18.0 .0027 433 .03 .04 1 [ ° °
11IRB 18 UN .250 18.0 .0039 433 .04 .04 1 °
11IL 16 UN 250 16.0 0043 433 04 04 1 .
11IR 16 UN .250 16.0 .0035 433 .04 .04 1 [ ° °
11IRB 16 UN .250 16.0 .0043 433 .04 .04 1 3
11IL 14 UN 250 14.0 0039 433 04 04 1 . .
11IR 14 UN .250 14.0 .0039 433 .04 .04 1 ] ° °
11IRB 14 UN .250 14.0 .0051 433 .04 .04 1 °

* Anvils for laydown inserts, see pages 26-35, 234-237

* For recommended number of passes see pages 81-82

® For Insert Identification system, see page 24

* Tolerance: class 2B,ANSI| B1, 3M-1986

* For technical information and detailed cutting data, see pages 104-105
) With pressed chipformer

@ Multi-tooth

) With pressed chipformer

) Threads per inch

8) Number of teeth per corner

Tools: AVC-D-SIR/L e C#-SIR/L ® MGSIR/L e MTET Single Point e PICIN-MGSIR/L e SIR/L

Member IMC Group
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Continued
ISCARTHREAD —
IR/L-UN " Re

Internal American UN Full
Profile (UN, UNC, UNF, UNEF)
Laydown Threading Inserts
for General Applications

IC
28
) ANSI/ASME B1.1

Internal left-hand shown
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Dimensions Tough «<— Hard

o || =| o o |wo|lwo|S

NS B|IRK[(8BIB|IBB[
Designation IC TPI4) RE INSL PDY PDX ceTe || |e|e|e|Le|e |
11IR 13 UN 250 13.0 0059 433 03 04 1 °
11IR 12 UN 250 12.0 0059 433 03 04 1 . °
11IRB 12 UN 250 12.0 0051 433 04 04 1 °
11IR 11 UN 250 11.0 0055 433 03 04 1 ° .
11IR 10 UN 250 10.0 0071 433 03 04 1 °
16IR 64 UN 375 64.0 0014 649 02 02 1 .
16IR 40 UN 375 400 0020 649 02 02 1 °
16IR 36 UN 375 36.0 0024 649 02 02 1 °
16IR 32 UN 375 32.0 0016 649 02 02 1 ° °
16IL 28 UN 375 280 0016 649 02 03 1 °
16IR 28 UN 375 28.0 0020 649 02 02 1 °
16IL 24 UN 2M 375 24.0 0031 649 .06 .06 2 °
16IR 24 UN 375 24.0 0020 649 03 03 1 ° °
16IRB 24 UN (1) 375 24.0 0027 649 03 03 1 °
16IL 20 UN 375 20.0 0024 649 03 04 1 ° °
16IR 20 UN 375 200 0024 649 03 04 1 oo |0 o | o
16IR 20 UN 2M 375 20.0 0035 649 .06 08 2 °
16IRB 20 UN () 375 200 0035 649 .03 03 1 °
16IRM 20 UN (1 375 20.0 0024 649 03 04 1 o | o
16IL 18 UN 375 18.0 0031 649 03 03 1 °
16IR 18 UN 375 18.0 0031 649 03 03 1 ° o | o
16IRB 18 UN (1) 375 18.0 0047 649 .03 .03 1 °
16IRM 18 UN (1) 375 18.0 0031 649 03 04 1 o | o
16IL 16 UN 375 16.0 0043 649 04 05 1 °
16IR 16 UN 375 16.0 0043 649 .04 05 1 ° °
16IR 16 UN 2M (@ 375 16.0 0035 649 .06 .09 2 ° °
16IRB 16 UN @@ 375 16.0 0043 649 04 05 1 °
16IRM 16 UN (1) 375 16.0 0035 649 04 04 1 . o | o
16IL 14 UN 375 14.0 0039 649 04 05 1 ° °
16IR 14 UN 375 14.0 0051 649 04 05 1 . °
16IRB 14 UN (1 375 14.0 0051 649 04 05 1 °
16IRM 14 UN () 375 14.0 0043 649 04 05 1 . o | o | o
16IL 13 UN 375 13.0 0055 649 .06 04 1 °
16IR 13 UN 375 13.0 0055 649 .06 04 1 °
16IL 12 UN 375 12.0 0059 649 04 04 1 ° °
16IR 12 UN 375 12.0 0059 649 04 04 1 o | o o | o
16IRB 12 UN (1) 375 12.0 0051 649 04 05 1 °
16IRM 12 UN (1) 375 12.0 0047 649 04 .06 1 . o | o | o
16IR 11.5 UN 375 15 0055 649 04 04 1 °
16IR/L 11 UN 375 11.0 0071 649 04 04 1 °
16IR/L 10 UN 375 10.0 0059 649 04 06 1 ° °
16IRB 10 UN (1 375 10.0 0059 649 04 .06 1 °
16IR 9 UN 375 90 0067 649 05 07 1 °
16IL 8 UN 375 8.0 0091 649 04 06 1 o | o °
16IR 8 UN 375 8.0 0091 649 04 06 1 o | o o | o
16IRB 8 UN (1 375 8.0 0091 649 04 06 1 °
16IRM 8 UN (1) 375 8.0 0079 649 04 06 1 ° o | o | o

* Anvils for laydown inserts, see pages 26-35, 234-237

e For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

* Tolerance: class 2B,ANS| B1, 3M-1986

* For technical information and detailed cutting data, see pages 104-105
() With pressed chipformer

) Multi-tooth

() With pressed chipformer

() Threads per inch

(5) Number of teeth per corner

Tools: AVC-D-SIR/L e C#-SIR/L ® MGSIR/L e MTET Single Point e PICIN-MGSIR/L e SIR/L

ISCAR




Continued
IS T REAL

IR/L-UN

Internal American UN Full
Profile (UN, UNC, UNF, UNEF)
Laydown Threading Inserts
for General Applications

ANSI/ASME B1.1

Internal left-hand shown
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Dimensions Tough «<— Hard
o | o | = 0| ow|o|S
S8 B|I&8|8|8|8|8
Designation IC TPI® RE INSL PDY PDX CICTO |2 |2|2|2|2|2|2 |2
22IR 16 UN 3M (@ 500 16.0 0027 .866 .10 16 3 o
22IR 12 UN 2M @ 500 12.0 .0059 866 09 12 2 °
22IR 12 UN 3M @ 500 12.0 .0059 .866 12 20 3 °
22IL 7 UN 500 7.0 .0087 .866 .06 .09 1 °
22IR 7 UN 500 7.0 .0087 .866 .06 .09 1 ° .
22IL 6 UN 500 6.0 0118 .866 .06 .09 1 ° °
22IR 6 UN 500 6.0 0102 .866 .06 .09 1 ° °
22IR 5 UN .500 5.0 0150 .866 .07 07 1 ° °
22UIRL 4.5 UN 500 45 0142 .866 .09 43 1 °
27IR 8 UN 2M @ 625 8.0 0075 1.083 12 19 2 °
27IR 4.5 UN 625 45 0142 1.083 .07 .09 1 ° °
27IR 4 UN 625 4.0 0185 1.083 .07 10 1 ° .
* Anvils for laydown inserts, see pages 26-35, 234-237
® For recommended number of passes see pages 81-82
e For Insert Identification system, see page 24
o Tolerance: class 2B,ANS| B1, 3M-1986
* For technical information and detailed cutting data, see pages 104-105
(M With pressed chipformer
) Multi-tooth
() With pressed chipformer
) Threads per inch
(8) Number of teeth per corner
Tools: AVC-D-SIR/L e C#-SIR/L ® MGSIR/L e MTET Single Point e PICIN-MGSIR/L e SIR/L
Member IMC Group
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THREADING LINE

PENTA 24-UN

American UN (UNC, UNF, UNEF)
Precision Ground Full Profile
Pentagonal External Inserts

with a Chipformer

T ‘T’!
2A
ANSI/ASME B1.1
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Dimensions
3
Designation TPI) RE 3
PENTA 24-24-UN 24.0 0.13 o
PENTA 24-20-UN 20.0 0.16 °
PENTA 24-18-UN 18.0 0.18 .
PENTA 24-16-UN 16.0 0.21 .
PENTA 24-14-UN 14.0 0.23 .
e For insert identification system, see page 45
¢ DMIN(inch)=5.435/TPI
* Tolerance: class 2A
() Threads per inch
Tools: PCAD RE/LE-JHP e PCADR/L ¢ PCADR/L-JHP e PCHBR/L ¢ PCHR/L-24 ¢ PCHR/L-24-JHP e PCHR/L-24-JHP-MC
r vy _. |
THREADING LINE ‘T’ hrd
PENTA 24-UN

American UN (UNC, UNF, UNEF)
Precision Ground Full Profile
Pentagonal External Inserts

with a Chipformer

2A
ANSI/ASME B1.1

Dimensions

=3
Designation TPIO RE 3
PENTA 24-24-UN 24.0 .0051 (]
PENTA 24-20-UN 20.0 .0063 .
PENTA 24-18-UN 18.0 .0071 .
PENTA 24-16-UN 16.0 .0083 .
PENTA 24-14-UN 14.0 .0091 °

¢ For insert identification system, see page 45

¢ DMIN(inch)=5.435/TPI

* Tolerance: class 2A

() Threads per inch

Tools: HMSDV PEN e HSTBS-PEN e PCAD RE/LE-JHP e PCADR/L e PCADR/L-JHP e PCHBR/L ® PCHR/L-24 e PCHR/L-24-JHP

ISCAR




ISCARTrHREAD _ %l,,

CUTGri~ £0.025 (Ty=17.7 Ref® \
2A
| ANSVASMEB1.1 |

TIP-P-UN

American UN (UNC,UNF,UNEF)
Precision Ground External
Double-Ended Full Profile Threading
Inserts with a Chipformer

Dimensions Tough <— Hard

o | 8| 8

Designation cw RE RETOL® TPI® 3|8 |3
TIP 2P32-UN 2.40 0.10 0.030 320 o o
TIP 2P28-UN 2.40 0.11 0.030 280 o o
TIP 2P24-UN 240 0.13 0.030 24.0 o °
TIP 2P20-UN 2.40 0.16 0.030 200 . o
TIP 2P18-UN 2.40 0.18 0.030 180 o o
TIP 2P16-UN 2.40 0.20 0.030 160 o o
TIP 2P14-UN 2.40 023 0.030 140 o .
TIP 2P13-UN 240 0.25 0.030 13.0 [ °
TIP 2P12-UN 2.40 0.27 0.030 12.0 o °
TIP 4P11-UN 400 030 0.030 110 o
TIP 4P10-UN 4,00 033 0.050 100 o | o
TIP 4P08-UN 400 0.41 0.050 80 o

® (a) TIP inserts are 1.6 mm longer than GIP in the same pocket

e Toolholder seat needs to be modified according to insert profile to ensure clearance

() Corner radius tolerance (+/-)

@ Threads per inch

Tools: C#-GHDR/L ® CGHN-D ¢ CGHN-DG ¢ CGHN-S e CGPAD e CGPAD-JHP e GHDRY/L (short pocket) ® GHDR/L-JHP (short pocket)
® GHDR/L-JHP-MC (short pocket) ® GHGR/L ® GHMPR/L ® GHMR/L ® GHSR/L ¢ GHSR/L-JHP-SL * NQCH-GHSR/L-JHP

ISCARTHREAD -
CUTGrHiF +001 {73697 Ref."’»‘ !“
American UN (UNC,UNF,UNEF) ANSV/ASME B1.1

Precision Ground External
Double-Ended Full Profile Threading
Inserts with a Chipformer

Dimensions Tough «<— Hard
o | 8|38
Designation oW RE RETOL™ TPI@ 8|8 |3
TIP 2P32-UN .094 .0039 0012 32.0 ° °
TIP 2P28-UN .094 .0043 .0012 28.0 o °
TIP 2P24-UN 094 .0051 0012 24.0 . °
TIP 2P20-UN .094 .0063 .0012 20.0 o °
TIP 2P18-UN .094 .0071 .0012 18.0 [ °
TIP 2P16-UN .094 .0079 0012 16.0 . °
TIP 2P14-UN .094 .0091 0012 14.0 o °
TIP 2P13-UN .094 .0098 .0012 13.0 ° °
TIP 2P12-UN 094 0106 0012 12.0 . °
TIP 4P11-UN 157 .0118 .0012 11.0 °
TIP 4P10-UN 157 .0130 .0020 10.0 ° °
TIP 4P08-UN 157 0161 .0020 8.0 °

® (a) TIP inserts are .063" longer than GIP in the same pocket

¢ Toolholder seat needs to be modified according to insert profile to ensure clearance

() Corner radius tolerance (+/-)

(2 Threads per inch

Tools: C#-GHDR/L ® CGHN-D  CGHN-DG ¢ CGHN-S e CGPAD ¢ CGPAD-JHP e GHDR/L (short pocket) ® GHDR/L-JHP (short pocket)
e GHGR/L ® GHMPR/L ® GHMR/L e GHSR/L e GHSR/L-JHP-SL ® NQCH-GHSR/L-JHP

Member IMC Group
|
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H-Grir

GROOVE-TURN LINE

ISCARTHREAD

UN THREADING FLTC-E
Double-Ended, Precision, Flat
Top Full Profile Threading Inserts

f+— INSL —
A
S
v\
PN .y
60“&‘ BW
Re &

-

2A
ANSI/ASME B1.1

Right-hand shown

Designation TPIO

FLTC-3R/L7E 70
FLTC-3R/L8E 8.0
FLTC-3R/L9E 9.0
FLTC-3R/L10E 10.0
FLTC-3R/L11E 11.0
FLTC-3R/L12E 120
FLTC-3R/L14E 14.0
FLTC-3R/L16E 16.0
FLTC-3R/L18E 18.0
FLTC-3R/L20E 20.0
FLTC-3R/L24E 24.0
FLTC-3R/L28E 28.0
FLTC-3R/L32E 32.0

() Threads per inch
e For internal thread limits, see page 83
Tools: FLASR/L e FLSR/L

Designation TPIO

FLTC-3R/L7E 7.0
FLTC-3R/L8E 8.0
FLTC-3R/L9E 9.0
FLTC-3R/L10E 10.0
FLTC-3R/L11E 11.0
FLTC-3R/L12E 12.0
FLTC-3R/L14E 14.0
FLTC-3R/L16E 16.0
FLTC-3R/L18E 18.0
FLTC-3R/L20E 20.0
FLTC-3R/L24E 24.0
FLTC-3R/L28E 28.0
FLTC-3R/L32E 32.0

M E T R |
Dimensions

3
RE HA PDX BW S INSL o
043 2.74 2.70 4.95 8.74 22.60 [
0.38 2.39 2.70 4.95 8.74 22.60 o
0.33 2.13 2.70 4.95 8.74 22.60 [
0.30 1.93 2.70 4.95 8.74 22.60 [
0.28 1.75 2.70 4.95 8.74 22,60 °
0.25 1.30 3.80 4.95 8.74 22.60 °
0.23 1.37 3.80 4.95 8.74 22.60 o
0.20 117 3.80 4.95 8.74 22.60 [
0.18 1.04 3.80 4.95 8.74 22.60 [
0.15 0.94 3.80 4.95 8.74 22.60 o
0.13 0.79 3.80 4.95 8.74 22,60 °
0.08 0.58 3.80 4.95 8.74 22.60 [
0.08 0.53 3.80 4.95 8.74 22.60 °

| \\| C H
Dimensions

8
RE HA PDX BW S INSL (&}
0169 108 .1063 195 344 .890 °
0150 094 .1063 195 344 .890 °
.0130 084 .1063 195 344 .890 o
0118 076 .1063 195 344 .890 °
.0110 .069 .1063 195 344 .890 [
.0098 .051 .1496 195 .344 .890 o
.0091 054 .1496 195 344 .890 °
.0079 046 1496 195 344 .890 °
.0071 041 1496 195 344 .890 [
.0059 037 1496 195 344 .890 °
.0051 031 1496 195 344 .890 [
.0031 023 .1496 195 344 .890 [
.0031 021 .1496 195 344 .890 [

() Threads per inch
e For internal thread limits, see page 83
Tools: FLASR/L e FLSR/L

ISCAR
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H-Girir

GROOVE-TURN LINE

ISCARTHREAD

UN THREADING FLTC-I
Double-Ended, Precision, Flat
Top Full Profile Threading Inserts

Designation
FLTC-3R/L7I
FLTC-3R/L8I

FLTC-3R/L9I
FLTC-3R/L10I
FLTC-3R/L11Il
FLTC-3R/L12I
FLTC-3R/L14l
FLTC-3R/L16l
FLTC-3R/L18I
FLTC-3R/L20I
FLTC-3R/L24l
FLTC-3R/L28I
() Threads per inch
e For internal thread limits, see page 83

Designation
FLTC-3R/L7I
FLTC-3R/L8I
FLTC-3R/L9I
FLTC-3R/L10I
FLTC-3R/L11I
FLTC-3R/L12I
FLTC-3R/L14l
FLTC-3R/L16l
FLTC-3R/L18I
FLTC-3R/L20I
FLTC-3R/L24I
FLTC-3R/L28I

() Threads per inch

e For internal thread limits, see page 83

Tools: A-FLER/L e H-FLER

— INSL —]
AR
S
y N
PDX N
&L
60° BW
rRE k3

2B

ANSI/ASME B1.1

Right-hand shown

Dimensions

S

TPIO) RE HA PDX BW s INSL 3
7.0 0.23 2.34 2.70 4.95 8.74 22.60 L]

8.0 0.18 2.06 2.70 4,95 8.74 22.60 [

9.0 0.15 1.83 2.70 495 8.74 22.60 o

10.0 0.13 1.65 2.70 4.95 8.74 22.60 o
11.0 0.13 1.50 2.70 4.95 8.74 22.60 ]
12.0 0.10 1.22 3.80 495 8.74 22.60 °
14.0 0.08 1.12 3.76 4.95 8.74 22.60 L]
16.0 0.08 1.02 3.76 4.95 8.74 22.60 [
18.0 0.08 0.91 3.76 495 8.74 22.60 o
200 008 079 376 495 874 2260 .
240 008 066 376 495 874 22,60 o
280 008 058 376 495 874 2260 .

| N C H
Dimensions

g

TPIO) RE HA PDX BW s INSL 3
7.0 .0091 .092 .1063 195 344 .890 (]

8.0 .0071 .081 .1063 195 344 .890 )

90 0059 072 1063 195 344 890 .

10.0 .0061 .065 .1063 195 344 .890 ()

1.0 0051 059 1063 195 344 890 .

120 0039 048 1496 195 344 890 .

14.0 .0031 .044 .1480 195 344 .890 ()

16.0 .0031 .040 .1480 195 344 .890 ()

18,0 0031 036 1480 195 344 890 .

20.0 .0031 .031 1480 195 344 .890 ()
240 0031 0% 1480 195 344 890 .
28.0 .0031 .023 .1480 195 344 .890 ()

Member IMC Group
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Full Profile W (Whitworth BSW, BSF, BSP)

ISCARTHiREAD U-Type

ER/L-W

External Whitworth

(BSW, BSF, BSP)
B.S.84-1956 DIN 259
Medium Class Full Profile
Laydown Threading Inserts

Il

Medium class

1SO 228-1

External right-hand shown

NUT Y| E T R | C

0.137TP

©)
<
Z
o
»
|_
&
<L
LL
o
T
|_

\ ;{}f‘\ Dimensions Tough «<— Hard
@ SCREW

o | = | o o |o|wo|S

N o [Ye] (=] o o o o
Designation Ic TPIO) RE INSL PDY PDX cew |S|8E(S|8[8|8(3|5
11ER/L 19 W 6.35 19.0 0.15 11.00 0.8 1.0 1 °
11ER 14 W 6.35 14.0 0.21 11.00 09 14 1 °
16ER 32 W 9.52 320 0.09 16.49 06 06 1 .
16ER 28 W 9.52 280 0.1 16.49 06 07 1 ° o | o
16ER 26 W 9.52 26.0 0.12 16.49 07 07 1 .
16ER 24 W 9.52 24.0 0.14 16.49 0.7 038 1 °
16ER 22 W 9.52 220 0.13 16.49 08 09 1 .
16ER 20 W 9.52 20.0 0.16 16.49 07 08 1 °
16EL 19 W 9.52 19.0 0.17 16.49 07 08 1 °
16ER 19 W 9.52 19.0 0.17 16.49 07 08 1 ° ° o | o
16ERB 19 W (1) 9.52 19.0 0.17 16.49 0.7 08 1 °
16ERM 19 W (1) 9.52 19.0 0.16 16.49 08 1.0 1 o | o o | o | e
16EL 18 W 9.52 18.0 0.19 16.49 1.1 11 1 .
16ER 18 W 9.52 18.0 0.19 16.49 1.1 14 1 ° °
16ER 16 W 9.52 16.0 0.20 16.49 09 1.2 1 °
16ERB 16 W (1 9.52 16.0 0.20 16.49 0.9 1.2 1 °
16ERM 16 W (1) 9.52 16.0 0.20 16.49 09 14 1 ° o | o | o
16EL 14 W 9.52 14.0 0.23 16.49 1.0 1.2 1 °
16ER 14 W 9.52 14.0 0.23 16.49 1.0 1.2 1 . ° .
16ER 14 W 2M @ 9.52 14.0 021 16.49 1.7 27 2 °
16ERB 14 W (1 9.52 14.0 0.23 16.49 1.0 1.2 1 °
16ERM 14 W () 9.52 14.0 0.24 16.49 1.0 1.2 1 o | o oo | o
16ER/L 12 W 9.52 12,0 0.27 16.49 1.2 1.4 1 .
16EL 11 W 9.52 1.0 0.29 16.49 1.1 15 1 ° °
16ER 11 W 9.52 11.0 0.29 16.49 1.1 15 1 oo |0 o]0 o | @
16ERB 11 W (1) 9.52 1.0 0.29 16.49 1.1 15 1 °
16ERM 11 W (1) 9.52 1.0 0.27 16.49 1.1 15 1 ° o | oo | e
16ER 10 W 9.52 10.0 0.32 16.49 1.1 15 1 ° °
16ERB 10 W (1) 9.52 10.0 0.32 16.49 1.1 15 1 .
16ER 9 W 9.52 90 0.34 16.49 1.2 1.7 1 °
16EL 8 W 9.52 80 0.39 16.49 1.2 15 1 .
16ER 8 W 9.52 80 0.41 16.49 1.2 1.6 1 °
22ER 14 W 3M (@ 12.70 14.0 0.21 22,00 28 45 3 °
22ER 11 W 2M @ 12.70 11.0 0.09 22.00 22 34 2 °
22ER7 W 12.70 7.0 0.45 22.00 1.6 2.3 1 °
22ER6 W 12.70 6.0 052 22.00 1.6 23 1 °
22ER5 W 12.70 50 0.65 22.00 1.7 24 1 °
27ER4 W 15.88 40 0.85 27.50 20 29 1 °
27UEIRL 3.5 W 15.88 35 0.95 27.50 2.1 13.7 1 .

e Anvils for laydown inserts, see pages 26-35, 234-237

* For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

e For threading between walls use GRIP-type insert TIP-BSW

* Tolerance: medium class

* For technical information and detailed cutting data, see pages 104-105
() With pressed chipformer

) Multi-tooth

@ Threads per inch

(4 Number of teeth per corner

Tools: C#-SER/L e MTET Single Point ® SER-D e SER/L ¢ SER/L-JHP e SER/L-JHP-MC

ISCAR




ISCARTrHREAD

ER/L-W

External Whitworth

(BSW, BSF, BSP)
B.S.84-1956 DIN 259
Medium Class Full Profile
Laydown Threading Inserts

External right-hand shown

©)
<
Z
o
i
|_
a)
<L
LL
o
T
|_

. ;\fif\ Dimensions Tough <— Hard
\@ SCREW
SIHEIBRREEE

Designation IC TPIG) RE INSL PDY PDX CICTY O | |Q|o|o|S|S|e
11ER/L 19 W .250 19.0 .0059 433 .03 04 1 .
11ER 14 W .250 14.0 .0083 433 .04 .04 1 °
16ER 32 W 375 32.0 .0035 .649 .02 .02 1 [
16ER 28 W 375 28.0 .0043 649 .02 .03 1 . o (o
16ER 26 W 375 26.0 0047 649 .03 .03 1 .
16ER 24 W 375 24,0 .0055 .649 .03 .03 1 °
16ER 22 W 375 22.0 .0051 .649 .03 .04 1 °
16ER 20 W 375 20.0 .0063 .649 .03 .03 1 °
16EL 19 W 375 19.0 .0067 .649 .03 .03 1 °
16ER 19 W 375 19.0 .0067 649 .03 .03 1 . . o | o
16ERB 19 W (1) 375 19.0 .0067 649 .03 .03 1 .
16ERM 19 W (1) 375 19.0 .0063 649 .03 04 1 o | o o | o | o
16EL 18 W 375 18.0 .0075 .649 .04 .05 1 °
16ER 18 W 375 18.0 .0075 .649 .04 .05 1 [ °
16ER 16 W 375 16.0 .0079 .649 .04 .05 1 °
16ERB 16 W (1) 375 16.0 0079 649 04 05 1 °
16ERM 16 W (1) 375 16.0 0079 649 04 04 1 ° o | o | o
16EL 14 W 375 14.0 .0091 .649 .04 .05 1 °
16ER 14 W 375 14.0 .0091 .649 .04 .05 1 o o o
16ER 14 W 2M @ 375 14.0 .0083 649 07 A1 2 °
16ERB 14 W (1) 375 14.0 .0091 649 04 .05 1 .
16ERM 14 W (1 375 14.0 0094 649 04 05 1 o | o o | e | o
16ER/L 12 W 375 12.0 .0106 .649 .05 .06 1 °
16EL 11 W 375 11.0 0114 .649 .04 .06 1 [} °
16ER 11 W 375 11.0 0114 649 .04 .06 1 o | o (oo |0 o | o
16ERB 11 W (1) 375 11.0 0114 649 04 .06 1 °
16ERM 11 W (1) 375 11.0 0106 649 04 .06 1 ° oo | oo
16ER 10 W 375 10.0 .0126 .649 .04 .06 1 ° °
16ERB 10 W (1) 375 10.0 0126 649 04 .06 1 .
16ER9 W 375 9.0 0134 .649 .06 .07 1 [}
16EL 8 W 375 8.0 0154 649 .05 .06 1 °
16ER 8 W 375 8.0 .0161 .649 .05 .06 1 °
22ER 14 W 3M @ 500 14.0 .0083 866 A1 18 3 .
22ER 11 W 2M @ 500 11.0 0035 866 09 13 2 °
22ER 7 W .500 7.0 0177 .866 .06 .09 1 °
22ER6 W .500 6.0 .0205 .866 .06 .09 1 °
22ER5 W 500 5.0 10256 866 07 .09 1 °
27ER 4 W .625 4.0 .0335 1.083 .08 1 1 °
27UEIRL 3.5 W 625 815 0374 1.083 .08 54 1 .

* Anvils for laydown inserts, see pages 26-35, 234-237

* For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

e For threading between walls use GRIP-type insert TIP-BSW

* Tolerance: medium class

e For technical information and detailed cutting data, see pages 104-105

() With pressed chipformer

) Multi-tooth

@) Threads per inch

4) Number of teeth per corner

Tools: C#-SER/L e MTET Single Point ® SER-D e SER/L  SER/L-JHP e SER/L-JHP-MC

P




ISCARTrHREAD

IR/L-W

Internal Whitworth

(BSW, BSF, BSP)
B.S.84-1956 DIN 259
Medium Class Full Profile
Laydown Threading Inserts

Internal left-hand shown

THREAD TURNING

Dimensions Tough <— Hard

MR RNEEEE

N D 0 N o (2] (==} D ~—
Designation IC TPI®) RE INSL PDY PDX cete (|| |e|ee|e|e|e
06IR 26 W 4,00 26.0 0.10 6.88 07 06 9 °
08IR 28 W 5.00 280 0.12 8.24 05 06 1 °
08IR 19 W 5.00 19.0 0.16 8.24 06 07 1 o | o °
08IR 18 W 5.00 18.0 0.16 8.24 06 07 1 °
08IR 16 W 5.00 16.0 0.18 8.24 06 07 1 °
11IR36 W 6.35 36.0 0.07 11.00 06 06 1 °
11IR 28 W 6.35 280 0.13 11.00 06 06 1 .
11IRB 28 W 6.35 280 0.10 11.00 06 06 1 °
11IR 26 W 6.35 26.0 0.12 11.00 06 06 1 °
11IR/L 24 W 6.35 24.0 0.15 11.00 08 08 1 .
11IRB 24 W 6.35 24.0 0.11 11.00 06 06 1 °
11IR 20 W 6.35 200 0.14 11.00 08 09 1 . °
11IRB 20 W 6.35 200 0.14 11.00 08 09 1 °
11IR19 W 6.35 19.0 0.18 11.00 08 09 1 . o | o
11IRB 19 W 6.35 19.0 0.47 11.00 07 09 1 °
11IL 18 W 6.35 18.0 0.16 11.00 08 1.0 1 °
11IR 18 W 6.35 18.0 0.18 11.00 08 1.0 1 °
11IRB 18 W 6.35 18.0 0.18 11.00 09 1.0 1 °
11IR 16 W 6.35 16.0 0.18 11.00 09 1.1 1 °
11IRB 16 W 6.35 16.0 0.18 11.00 08 09 1 °
11IL 14 W 6.35 14.0 0.23 11.00 09 1.1 1 °
11IR14 W 6.35 14.0 0.23 11.00 09 1.1 1 ° o | o o | o
11IRB 14 W 6.35 14.0 0.23 11.00 09 1.0 1 °
16IR 32 W 952 320 0.09 16.49 06 06 1 °
16IR 28 W 9.52 280 0.09 16.49 06 07 1 °
16IR 26 W 952 26.0 0.12 16.49 08 08 1 °
16IR 24 W 9.52 24.0 0.11 16.49 07 08 1 °
16IR 22 W 952 220 0.13 16.49 08 09 1 °
16IL 20 W 9.52 200 0.14 16.49 08 0.9 1 . °
16IR 20 W 952 200 0.14 16.49 07 08 1 . °
16IRM 20 W (1) 9.52 20.0 0.14 16.49 08 0.9 1 .
16IR 19 W 952 19.0 017 16.49 07 08 1 . °
16IRB 19 W (1) 9.52 19.0 0.17 16.49 07 08 1 °
16IRM 19 W (1) 9.52 19.0 0.15 16.49 0.8 1.0 1 °
16IR/L 18 W 9.52 18.0 0.18 16.49 08 08 1 °
16IR 16 W 952 16.0 0.20 16.49 1.0 1.0 1 °
16IRB 16 W (1) 9.52 16.0 0.20 16.49 1.0 1.2 1 °
16IRM 16 W (@ 9.52 16.0 0.18 16.49 0.9 1.1 1 o | o
16IL 14 W 9.52 14.0 0.23 16.49 1.0 1.2 1 .
16IR 14 W 952 14.0 0.23 16.49 1.0 1.2 1 ° o | o o | o
16IR 14 W 2M @ 9.52 14.0 0.19 16.49 1.7 26 2 o | o
16IRB 14 W (1) 9.52 14.0 0.23 16.49 1.0 1.2 1 °
16IRM 14 W (1) 9.52 14.0 0.21 16.49 1.0 1.2 1 . o | o | o
16IR 12 W 952 12.0 0.27 16.49 1.2 15 1 °
RER" 9.52 11.0 0.29 16.49 1.1 15 1 °
16IR 11 W 952 11.0 0.29 16.49 1.1 15 1 ° oo | o o | o
GIGERERAY 9.52 1.0 0.28 16.49 1.1 15 1 °

* Anvils for laydown inserts, see pages 26-35, 234-237

* For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

* Tolerance: medium class

* For technical information and detailed cutting data, see pages 104-105
() With pressed chipformer

@ with pressed chipformer

() Multi-tooth

@) Threads per inch

(5) Number of teeth per corner

Tools: AVC-D-SIR/L e C#-SIR/L ® MGSIR/L e MTET Single Point ¢ PICIN-MGSIR/L e SIR/L
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Continued

ISCARTHREAD Pox
PDY

IR/L-W =3

Internal Whitworth

(BSW, BSF, BSP)
B.S.84-1956 DIN 259
Medium Class Full Profile
Laydown Threading Inserts

z

=
\

Internal left-hand shown

©)
<
Z
o
i
|_
a)
<L
LL
o
T
|_

Dimensions Tough «<— Hard
o | o | = 0| ow|o|S
S8 B|I&8|8|8|8|8
Designation IC TPI® RE INSL PDY PDX cere |2 |Le(e|e(e|e||2)|.
16IRM 11 W (1) 9.52 11.0 0.27 16.49 11 15 1 ° MR
16IR 10 W 9.52 10.0 0.32 16.49 1.1 1.1 1 °
16IRB 10 W (1 9.52 10.0 0.31 16.49 11 1.5 1 °
16IR9 W 9.52 9.0 0.34 16.49 1.2 1.7 1 °
16IL8 W 9.52 8.0 0.41 16.49 11 1.1 1 ° .
16IR 8 W 9.52 8.0 0.41 16.49 11 141 1 o
22IR 14 W 3M @ 12.70 14.0 0.21 22.00 28 45 3 °
22IR 11 W 2M @ 12.70 11.0 0.09 22,00 23 34 2 °
22IR7 W 12.70 7.0 0.45 22.00 1.6 23 1 °
22IR6 W 12.70 6.0 0.52 22.00 1.6 2.3 1 °
22IR5 W 12.70 5.0 0.65 22.00 1.7 24 1 °
27IR4.5 W 15.88 45 0.73 27.50 1.8 2.6 1 °
27IR4 W 15.88 4.0 0.82 27.50 2.0 29 1 °
e Anvils for laydown inserts, see pages 26-35, 234-237
* For recommended number of passes see pages 81-82
e For Insert Identification system, see page 24
* Tolerance: medium class
e For technical information and detailed cutting data, see pages 104-105
() With pressed chipformer
2 With pressed chipformer
©3) Multi-tooth
() Threads per inch
(8) Number of teeth per corner
Tools: AVC-D-SIR/L e C#-SIR/L ® MGSIR/L * MTET Single Point ® PICIN-MGSIR/L  SIR/L
Member IMC Group
r r |




ISCARTHREAD

PDY PDX

IR/L-W

Internal Whitworth

(BSW, BSF, BSP)
B.S.84-1956 DIN 259
Medium Class Full Profile
Laydown Threading Inserts

Internal left-hand shown

THREAD TURNING

Dimensions Tough <— Hard

o | o | =| o o |o|o|S

Q| 8|3 N8B |I8|8|2
Designation IC TPI4) RE INSL PDY PDX cict® (IR EIEIEIREIRE
06IR 26 W 157 26.0 0039 271 03 02 1 °
08IR 28 W 197 280 0047 324 02 02 1 °
08IR 19 W 197 19.0 0063 324 02 03 1 o (o .
08IR 18 W 197 18.0 0063 324 02 03 1 °
08IR 16 W 197 16.0 0071 324 02 03 1 °
11IR36 W 250 36.0 0027 433 02 02 1 °
11IR 28 W 250 280 0049 433 02 02 1 .
11IRB 28 W 250 280 0039 433 02 02 1 .
11IR 26 W 250 26.0 0047 433 02 02 1 °
11IR/L 24 W 250 24.0 0059 433 03 03 1 .
11IRB 24 W 250 24.0 0043 433 02 02 1 .
11IR20 W 250 200 0055 433 03 04 1 . .
11IRB 20 W 250 200 0055 433 03 04 1 .
11IR19 W 250 19.0 0071 433 03 04 1 . o | o
11IRB 19 W 250 19.0 0067 433 .03 04 1 .
11IL 18 W 250 18.0 0063 433 03 04 1 .
11IR 18 W 250 18.0 0071 433 03 04 1 .
11IRB 18 W 250 18.0 0071 433 04 04 1 .
11IR 16 W 250 16.0 0071 433 04 04 1 .
11IRB 16 W 250 16.0 0071 433 03 04 1 .
11IL 14 W 250 14.0 0091 433 04 04 1 .
11IR 14 W 250 14.0 0091 433 04 04 1 ° o | o o | o
11IRB 14 W 250 14.0 0091 433 04 04 1 .
A 375 320 0035 649 02 02 1 °
16IR 28 W 375 280 0035 649 02 03 1 °
16IR 26 W 375 26.0 0047 649 03 03 1 .
16IR 24 W 375 24.0 0043 649 .03 03 1 .
16IR 22 W 375 220 0051 649 03 04 1 .
16IL 20 W 375 200 0055 649 03 04 1 . .
16IR 20 W 375 200 0055 649 03 03 1 . .
16IRM 20 W (1) 375 20.0 .0055 649 03 04 1 .
16IR 19 W 375 19.0 0067 649 03 03 1 . .
16IRB 19 W (1) 375 19.0 0067 649 .03 03 1 .
16IRM 19 W () 375 19.0 0059 649 .03 04 1 °
16IR/L 18 W 375 18.0 0071 649 03 03 1 .
16IR 16 W 375 16.0 0079 649 04 04 1 .
16IRB 16 W (1) 375 16.0 0079 649 04 .05 1 °
16IRM 16 W (@ 375 16.0 0071 649 04 04 1 o | o
16IL 14 W 375 14.0 0091 649 04 05 1 .
16IR 14 W 375 14.0 0091 649 04 05 1 ° o | o o | o
16IR 14 W 2M © 375 14.0 0075 649 07 10 2 o | o
16IRB 14 W (1) 375 14.0 0091 649 04 05 1 .
16IRM 14 W (1) 375 14.0 0083 649 04 05 1 . o | o | o
16IR 12 W 375 12.0 0106 649 05 .06 1 .
16IL 11 W 375 11.0 0114 649 04 .06 1 .
16IR 11 W 375 1.0 0114 649 04 .06 1 ° oo | o o | o
GIGERERAY 375 1.0 0110 649 04 06 1 °

* Anvils for laydown inserts, see pages 26-35, 234-237

e For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

* Tolerance: medium class

* For technical information and detailed cutting data, see pages 104-105
() With pressed chipformer

2 With pressed chipformer

() Multi-tooth

() Threads per inch

(5) Number of teeth per corner

Tools: AVC-D-SIR/L e C#-SIR/L ® MGSIR/L e MTET Single Point e PICIN-MGSIR/L e SIR/L
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Continued

ISCARTrHREAD

PDY HIX
IR/L-W

Internal Whitworth

(BSW, BSF, BSP)
B.S.84-1956 DIN 259
Medium Class Full Profile
Laydown Threading Inserts

Internal left-hand shown
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Dimensions Tough <— Hard
o || =| o w|w|w|S
NEIEIRIE R
Designation IC TPI® RE INSL PDY PDX CICTO |22 |2 (2|2 |2|2|2 |2
16IRM 11 W (1) 375 11.0 0106 649 04 06 1 ) o | o | o | o
16IR 10 W 375 10.0 0126 649 .04 .04 1 °
16IRB 10 W (1 375 10.0 0122 649 04 .06 1 °
16IR9 W 375 9.0 0134 649 .05 .07 1 °
16IL8 W 375 8.0 0161 649 .04 04 1 ° .
16IR 8 W 375 8.0 0161 649 .04 .04 1 °
22IR 14 W 3M @ 500 14.0 0083 866 M 18 3 °
22IR 11 W 2M @ 500 11.0 .0035 866 .09 13 2 .
22IR7 W 500 7.0 0177 .866 .06 .09 1 °
22IR6 W 500 6.0 .0205 .866 .06 .09 1 °
22IR5 W .500 5.0 0256 .866 .07 .09 1 °
27IR4.5 W 625 45 0287 1.083 .07 10 1 °
27IR4 W 625 4.0 .0323 1.083 .08 1 1 °
e Anvils for laydown inserts, see pages 26-35, 234-237
* For recommended number of passes see pages 81-82
e For Insert Identification system, see page 24
* Tolerance: medium class
e For technical information and detailed cutting data, see pages 104-105
() With pressed chipformer
2 With pressed chipformer
©3) Multi-tooth
() Threads per inch
8) Number of teeth per corner
Tools: AVC-D-SIR/L e C#-SIR/L ® MGSIR/L ® MTET Single Point ¢ PICIN-MGSIR/L e SIR/L
Member IMC Group
r r |




PENTA 24-W

Whitworth (BSW, BSF, BSP)
B.S.84-1956 DIN 259 Pentagonal
Full Profile External Threading
Inserts with a Chipformer

kL
Medium class
1SO 228-1

0.137TP

: >if : Dimensions
0.137TP

Designation TPI RE

THREAD TURNING

PENTA 24-28-W 280 0.09
PENTA 24-19-W 19.0 0.15

PENTA 24-14-W 14.0 0.21

e o o (|C908

e For insert identification system, see page 45

¢ DMIN(inch)=5.435/TPI

() Threads per inch

Tools: PCAD RE/LE-JHP e PCADR/L ¢ PCADR/L-JHP e PCHBR/L e PCHR/L-24 e PCHR/L-24-JHP e PCHR/L-24-JHP-MC

YW I

THREADING LINE

PENTA 24-W

Whitworth (BSW, BSF, BSP)
B.S.84-1956 DIN 259 Pentagonal
Full Profile External Threading
Inserts with a Chipformer

kL
Medium class
1SO 228-1

Dimensions
=]
S
Designation TPIO RE o
PENTA 24-28-W 28.0 .0035 (]
PENTA 24-19-W 19.0 0059 .
PENTA 24-14-W 14.0 .0083 .

e For insert identification system, see page 45

¢ DMIN(inch)=5.435/TPI

() Threads per inch

Tools: HMSDV PEN e HSTBS-PEN e PCAD RE/LE-JHP e PCADR/L e PCADR/L-JHP e PCHBR/L e PCHR/L-24 e PCHR/L-24-JHP
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ISCARTHREAD = CD

CUTGRiF 20025 (=177 Pl 1. >

TIP-P-BSW Medium class Z

American (BSW, BSF, BSP) < _ ] iiii ) 180 228-1

Precision Ground External S — e C

Double-Ended Full Profile Threading RE :)

Inserts with a Chipformer I_

uT M E T R | C

QAT o D

: >Xf \ Dimensions Tough «<— Hard <

‘\m SCREW LIJ

C
=]
(=] o

Designation cw RE TPI) 8 3 T

TIP 2P28-BSW 240 0.11 280 . . —
TIP 2P26-BSW 2.40 0.12 26.0 . (]
TIP 2P24-BSW 2.40 0.12 24,0 . °
TIP 2P20-BSW 2.40 0.16 20.0 ° .
TIP 2P19-BSW 240 0.16 19.0 . .
TIP 2P18-BSW 2.40 0.17 18.0 . .
TIP 2P16-BSW 240 0.19 16.0 . °
TIP 2P14-BSW 2.40 0.22 14.0 ° .
TIP 4P12-BSW 4.00 0.25 12.0 .
TIP 4P11-BSW 4.00 0.28 11.0 . .
TIP 4P10-BSW 4.00 031 100 °

® (a) TIP inserts are 1.6 mm longer than GIP in the same pocket

¢ Toolholder seat needs to be modified according to insert profile to ensure clearance

() Threads per inch

Tools: C#-GHDR/L ¢ CGHN-D ® CGHN-DG ¢ CGHN-S e CGPAD e CGPAD-JHP ¢ GHDR/L (short pocket) ® GHDR/L-JHP (short pocket)
* GHDR/L-JHP-MC (short pocket) ® GHGR/L ® GHMPR/L ¢ GHMR/L ¢ GHSR/L ® GHSR/L-JHP-SL ¢ NQCH-GHSR/L-JHP

ISCARTHREAD =
CUTGHIF 001 (DL P T‘!««
American (BSW, BSF, BSP) 1SO 228-1

Precision Ground External
Double-Ended Full Profile Threading
Inserts with a Chipformer

Dimensions Tough «<— Hard

© 3
Designation cw RE TPIO 3 3
TIP 2P28-BSW 094 .0043 280 ° .
TIP 2P26-BSW .094 0047 26.0 ° °
TIP 2P24-BSW 094 0047 24.0 ° .
TIP 2P20-BSW .094 .0063 20.0 . °
TIP 2P19-BSW 094 .0063 19.0 . °
TIP 2P18-BSW 094 .0067 18.0 ° °
TIP 2P16-BSW 094 .0075 16.0 ° °
TIP 2P14-BSW .094 .0087 14.0 . °
TIP 4P12-BSW 157 .0098 12.0 .
TIP 4P11-BSW 157 0110 11.0 . °
TIP 4P10-BSW 157 0122 10.0 .

® (a) TIP inserts are .063" longer than GIP in the same pocket

* Toolholder seat needs to be modified according to insert profile to ensure clearance

() Threads per inch

Tools: C#-GHDR/L ® CGHN-D ¢ CGHN-DG e CGHN-S ¢ CGPAD e CGPAD-JHP e GHDRY/L (short pocket) ® GHDR/L-JHP (short pocket)
¢ GHGR/L * GHMPR/L ® GHMR/L e GHSR/L e GHSR/L-JHP-SL * NQCH-GHSR/L-JHP

Member IMC Group
"
L 4 11]




NPT

ISCARTHREAD

Etormal NPT 4 B — (Wi

(National Pipe Threads) PDY iiiE _ Standard NPT |
INSL ANSI/ASME B1.20.1

Full Profile Laydown

Threading Inserts for Steam, l
Gas and Water Pipes | B

External right-hand shown

THREAD TURNING

Dimensions Tough <— Hard
SMEREIEE
Designation Ic TPI® RE INSL PDY PDX cetw | &|8|8|8|8|&
16ER 27 NPT 9.52 27.0 0.04 16.49 07 08 1 ° °
16ER 18 NPT 9.52 18.0 0.06 16.49 08 1.0 1 . ° o | e
16ERB 18 NPT () 9.52 18.0 0.06 16.49 0.9 1.1 1 °
16ERM 18 NPT (1) 9.52 18.0 0.05 16.49 0.8 1.0 1 oo | o
16EL 14 NPT 9.52 14.0 0.07 16.49 09 1.2 1 °
16ER 14 NPT 9.52 14.0 0.07 16.49 09 1.2 1 . . o | o
16ERB 14 NPT () 9.52 14.0 0.07 16.49 0.9 1.2 1 °
16ERM 14 NPT () 9.52 14.0 0.05 16.49 0.9 1.2 1 o | oo 0|0
16EL 11.5 NPT 9.52 11.5 0.09 16.49 1.1 15 1 .
16ER 11.5 NPT 9.52 115 0.09 16.49 1.1 15 1 oo o | o
16ERB 11.5 NPT (1) 9.52 1.5 0.09 16.49 1.1 15 1 °
16ERM 11.5 NPT (1 9.52 115 0.09 16.49 1.1 15 1 o | o |0 e
16ER 8 NPT 9.52 8.0 0.12 16.49 1.3 1.6 1 oo °
16ERB 8 NPT (1 9.52 8.0 0.1 16.49 14 1.7 1 °
16ERM 8 NPT (1 9.52 8.0 0.12 16.49 1.3 1.8 1 o oo
22ER 11.5 NPT 2M @ 12.70 1.5 0.09 22,00 23 35 2 °
27ER 11.5 NPT 3M @ 15.88 11.5 0.09 27.50 33 55 3 °
27ER 8 NPT 2M (@ 15.88 8.0 0.09 27.50 33 5.0 2 .

* Anvils for laydown inserts, see pages 26-35, 234-237

e For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

e For threading between walls use GRIP-type insert TIP-NPT

¢ National Pipe Threads ANSI/ASME B1.20.1-1983

® For technical information and detailed cutting data, see pages 104-105
) With pressed chipformer

) Multi-tooth

©) Threads per inch

(4) Number of teeth per corner

Tools: C#-SER/L ® SER-D e SER/L e SER/L-JHP e SER/L-JHP-MC
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IS THREALD
ER/L-NPT

External NPT

(National Pipe Threads)

Full Profile Laydown
Threading Inserts for Steam,
Gas and Water Pipes

I
Standard NPT
| ANSI/ASME B1.20.1|

External right-hand shown

©)
<
Z
o
i
|_
a)
<L
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o
T
|_

Dimensions Tough <— Hard
MEREEE
Designation Ic TPI® RE INSL PDY PDX cete |&|8|8|8|8|&
16ER 27 NPT 375 270 0016 649 .03 .03 1 ° °
16ER 18 NPT 375 18.0 .0024 649 .03 04 1 ° ° o (e
16ERB 18 NPT (1 375 18.0 0024 649 04 04 1 °
16ERM 18 NPT (1) 375 18.0 0020 649 03 04 1 oo | e
16EL 14 NPT 375 14.0 .0027 649 .04 .05 1 °
16ER 14 NPT 375 14.0 0027 649 .04 .05 1 ° ° o | o
16ERB 14 NPT (1 375 140 0027 649 04 05 1 °
16ERM 14 NPT () 375 14.0 0020 649 04 05 1 oo |0 |00
16EL 11.5 NPT 375 11.5 .0035 649 .04 .06 1 [}
16ER 11.5 NPT 375 1.5 .0035 649 04 06 1 oo o o
16ERB 11.5 NPT (1 375 11.5 0035 649 04 .06 1 °
16ERM 11.5 NPT (1 375 11.5 0035 649 04 06 1 o o |0 |0
16ER 8 NPT 375 8.0 .0047 649 .05 .06 1 o | o o
16ERB 8 NPT () 375 8.0 0043 649 .06 07 1 °
16ERM 8 NPT (1 375 8.0 0047 649 .05 07 1 o o |0 |0
22ER 11.5 NPT 2M @ 500 115 0035 866 .09 14 2 °
27ER 11.5 NPT 3M @ 625 11.5 0035 1.083 13 22 3 °
27ER 8 NPT 2M @ 625 8.0 0035 1.083 13 20 2 °
* Anvils for laydown inserts, see pages 26-35, 234-237
* For recommended number of passes see pages 81-82
* For Insert Identification system, see page 24
e For threading between walls use GRIP-type insert TIP-NPT
¢ National Pipe Threads ANSI/ASME B1.20.1-1983
® For technical information and detailed cutting data, see pages 104-105
) with pressed chipformer
(2 Multi-tooth
@) Threads per inch
4 Number of teeth per corner
Tools: C#-SER/L e SER-D e SER/L  SER/L-JHP e SER/L-JHP-MC
Member IMC Group
rry |




ISCARTHREAD

IR/L-NPT

Internal NPT

(National Pipe Threads)

Full Profile Laydown
Threading Inserts for Steam,
Gas and Water Pipes

Standard NPT

ANSI/ASME B1.20.1

Internal left-hand shown
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Dimensions Tough «<— Hard

R REEIERE
Designation Ic TPI® RE INSL PDY X cctw & |8|8(8|8|8|8|&
06IR 27 NPT 4,00 27.0 0.04 6.88 06 06 1 °
08IR 18 NPT 5.00 18.0 0.06 8.24 06 08 1 ° .
11IL 18 NPT 6.35 18.0 0.06 11.00 08 1.0 1 .
11IR 18 NPT 6.35 18.0 0.06 11.00 08 1.0 1 ° °
11IRB 18 NPT 6.35 18.0 0.06 11.00 08 1.0 1 .
11IL 14 NPT 6.35 14.0 0.07 11.00 08 1.0 1 °
11IR 14 NPT 6.35 14.0 0.07 11.00 0.8 1.0 1 ° o | o
16IL 27 NPT 9.52 27.0 0.05 16.49 07 08 1 °
16IR 27 NPT 9.52 27.0 0.05 16.49 07 08 1 .
16IR 18 NPT 9.52 18.0 0.06 16.49 08 1.0 1 °
16IRM 14 NPT (1) 9.52 14.0 0.05 16.49 0.9 1.2 1 . o | o | o
16IRB 14 NPT () 9.52 14.0 0.07 16.49 0.9 1.2 1 °
16IL 14 NPT 9.52 14.0 0.08 16.49 0.9 1.2 1 .
16IR 14 NPT 9.52 14.0 0.08 16.49 09 1.2 1 ° ° o | o
16IRB 11.5 NPT () 9.52 11.5 0.09 16.49 1.1 15 1 °
16IRM 11.5 NPT (1) 9.52 115 0.09 16.49 1.1 15 1 EEEERE
16IL 11.5 NPT 9.52 115 0.09 16.49 1.1 1.5 1 ° .
16IR 11.5 NPT 9.52 115 0.09 16.49 1.1 15 1 ° o | o
16IRM 8 NPT (1) 9.52 8.0 0.12 16.49 1.3 1.8 1 o | o | @
16IRB 8 NPT (1 9.52 8.0 0.1 16.49 12 1.7 1 °
16IL 8 NPT 9.52 8.0 0.1 16.49 1.3 1.8 1 . .
16IR 8 NPT 9.52 8.0 0.11 16.49 1.2 1.7 1 o | o °
22IR 11.5 NPT 2M @ 12.70 11.5 0.09 22,00 2.3 35 2 °
27IR 11.5 NPT 3M @ 15.88 11.5 0.09 27.50 33 515 3 °
27IR 8 NPT 2M @ 15.88 8.0 0.12 27.50 3.1 5.0 2 °

e Anvils for laydown inserts, see pages 26-35, 234-237

® For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

¢ National Pipe Threads ANSI/ASME B1.20.1-1983

* For technical information and detailed cutting data, see pages 104-105

() With pressed chipformer

2 Multi-tooth

@) Threads per inch

4 Number of teeth per corner

Tools: AVC-D-SIR/L e C#-SIR/L ® MGSIR/L e MTET Single Point ¢ PICIN-MGSIR/L e SIR/L

ISCAR




ISCARTrHREAD

IR/L-NPT

Internal NPT

(National Pipe Threads)

Full Profile Laydown
Threading Inserts for Steam,
Gas and Water Pipes

Standard NPT
ANSI/ASME B1.20.1

Internal left-hand shown
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Dimensions Tough «<— Hard
SHEHEBEIREEE

Designation IC TPIG® RE INSL PDY PDX CICTW o | @ | Q| |Q|Q |8 |
06IR 27 NPT 157 27.0 .0016 .27 .02 .02 1 °
08IR 18 NPT 197 18.0 .0024 324 02 .03 1 ° .
11IL 18 NPT .250 18.0 .0024 433 .03 .04 1 °
11IR 18 NPT .250 18.0 .0024 433 .03 .04 1 . °
11IRB 18 NPT .250 18.0 .0024 433 .03 .04 1 °
11IL 14 NPT .250 14.0 .0027 433 .03 .04 1 .
11IR 14 NPT .250 14.0 .0027 433 .03 .04 1 ° ° °
16IL 27 NPT 375 27.0 .0018 649 .03 .03 1 .
16IR 27 NPT 375 27.0 .0018 649 .03 .03 1 °
16IR 18 NPT 375 18.0 .0024 649 .03 .04 1 °
16IRM 14 NPT (1 375 14.0 .0020 649 04 .05 1 ° o | o | o
16IRB 14 NPT (1 375 14.0 0027 649 04 05 1 °
16IL 14 NPT 375 14.0 .0032 649 04 .05 1 °
16IR 14 NPT 375 14.0 .0032 649 04 .05 1 o . . .
16IRB 11.5 NPT (1 375 115 .0035 649 04 06 1 °
16IRM 11.5 NPT (V) 375 15 0035 649 04 06 1 o | o | e | e
16IL 11.5 NPT 375 115 .0035 649 .04 .06 1 . .
16IR 11.5 NPT 375 116 .0035 649 .04 .06 1 [} ° °
16IRM 8 NPT (1) 375 80 0047 649 05 07 1 o | o | o
16IRB 8 NPT (1 375 8.0 0043 649 05 07 1 °
16IL 8 NPT 375 8.0 .0043 649 .05 .07 1 ° °
16IR 8 NPT 375 8.0 .0043 649 .05 .07 1 o o °
22IR 11.5 NPT 2M @ 500 115 .0035 866 09 14 2 °
27IR 11.5 NPT 3M @ 625 115 .0035 1.083 13 22 3 °
27IR 8 NPT 2M @ 625 8.0 0047 1.083 12 20 2 °

* Anvils for laydown inserts, see pages 26-35, 234-237

® For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

¢ National Pipe Threads ANSI/ASME B1.20.1-1983

* For technical information and detailed cutting data, see pages 104-105

() With pressed chipformer

2 Multi-tooth

@) Threads per inch

4 Number of teeth per corner

Tools: AVC-D-SIR/L e C#-SIR/L ® MGSIR/L ® MTET Single Point ® PICIN-MGSIR/L  SIR/L

——




PENTA 24-NPT

NPT (National Pipe Threads)

Precision Ground Pentagonal
External Full Profile Threading
Inserts with a Chipformer

& %3!«
Standard NPT
ANSI/ASME B1.20.1

Dimensions

©)
<
Z
o
»
I_
&
<L
LL
o
T
|_

3

TPIC RE 3
18.0 0.07 .
14.0 0.09 )

e For insert identification system, see page 45
() Threads per inch
Tools: PCAD RE/LE-JHP e PCADR/L ¢ PCADR/L-JHP e PCHBR/L ¢ PCHR/L-24 ¢ PCHR/L-24-JHP e PCHR/L-24-JHP-MC

THREADING LINE

PENTA 24-NPT

NPT (National Pipe Threads)
Precision Ground Pentagonal
External Full Profile Threading
Inserts with a Chipformer

;TF:!{» ;T';!V“
Standard NPT
ANSI/ASME B1.20.1

Dimensions

=
=
TPI RE ]
18.0 0027 B
14.0 0035 L

¢ For insert identification system, see page 45
() Threads per inch
Tools: HMSDV PEN e HSTBS-PEN e PCAD RE/LE-JHP e PCADR/L e PCADR/L-JHP e PCHBR/L ® PCHR/L-24 e PCHR/L-24-JHP

ISCAR




IS THREALD =
CUTGri~ £0.025 17.7 Ref @ TJ!’(\‘
TIP-P-NPT Standard NPT
NPT (National Pipe Threads) iiii ANSV/ASME B1.20.1
Precision Ground Double-Ended

External Full Profile Threading
Inserts with a Chipformer
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Dimensions Tough «<— Hard
© 3
Designation cw RE RETOL( TPI® 3 3
TIP 2P27-NPT 240 0.05 0.030 27.0 ° o
TIP 2P18-NPT 2.40 0.07 0.030 18.0 . .
TIP 2P14-NPT 240 0.09 0.030 14.0 .
TIP 4P11.5-NPT 4.00 0.10 0.030 1.5 . .
TIP 4P8-NPT 4.00 013 0.030 8.0 o [
® (a) TIP inserts are 1.6 mm longer than GIP in the same pocket
¢ Toolholder seat needs to be modified according to insert profile to ensure clearance
) Corner radius tolerance (+/-)
(@ Threads per inch
Tools: C#-GHDR/L ® CGHN-D ¢ CGHN-DG ¢ CGHN-S e CGPAD ¢ CGPAD-JHP e GHDR/L (short pocket) ® GHDR/L-JHP (short pocket)
® GHDR/L-JHP-MC (short pocket) ® GHGR/L ® GHMPR/L ® GHMR/L ¢ GHSR/L ¢ GHSR/L-JHP-SL * NQCH-GHSR/L-JHP
ISCARTHiREAL =
CUTGRJ'F +.001 < .697 Ref. @ ¢
TIP_P_NPT Standard NPT
NPT (National Pipe Threads) iiii ANSI/ASME B1.20.1

Precision Ground Double-Ended
External Full Profile Threading
Inserts with a Chipformer

Dimensions Tough <— Hard

© S
Designation oW RE RETOL® TPI2 3 3
TIP 2P27-NPT 094 .002 .0012 27.0 (] (]
TIP 2P18-NPT 094 003 0012 180 o o
TIP 2P14-NPT 094 004 0012 140 o
TIP 4P11.5-NPT 157 004 0012 15 . o
TIP 4P8-NPT 157 005 0012 80 o o

® (a) TIP inserts are .063" longer than GIP in the same pocket

e Toolholder seat needs to be modified according to insert profile to ensure clearance

() Corner radius tolerance (+/-)

(2 Threads per inch

Tools: C#-GHDR/L e CGHN-D ¢ CGHN-DG ¢ CGHN-S e CGPAD e CGPAD-JHP e GHDRY/L (short pocket) ® GHDR/L-JHP (short pocket)
e GHGR/L * GHMPR/L * GHMR/L ® GHSR/L e GHSR/L-JHP-SL * NQCH-GHSR/L-JHP

Member IMC Group
L 4 11]
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HGRiF e
GROOVE-TURN LINE_. e m |NSL4>
ISCARTHREAD m e ﬁxlfv
NPT THREADING L
FLDC-V-75 Ly
Double-Ended, Precision, & D I =
Flat Top Threading Inserts F{E‘k;
LS Right-hand shown
M E T R C
Dimensions
S
Designation TPIO IPF PDX BW S INSL ©
FLDC-3-8VR/L75 8.0 3/4 2.50 4.95 8.74 22.60 o
FLDC-3-115VR/L75 1.5 3/4 3.70 4.95 8.74 22.60 .
FLDC-3-14VR/L-75 14.0 3/4 3.80 4.95 8.74 22.60 (]
FLDC-3-18VR/L-75 18.0 3/4 3.90 4.95 8.74 22.60 (]
FLDC-3-27VR/L-75 27.0 3/4 410 4.95 8.74 22.60 (]
* DMIN according to related boring bar
¢ internal & external tolerance: ANSI/ASME B1.20.1 - Standard NPT
() Threads per inch
Tools: FLASR/L e FLSR/L
| N C H
Dimensions
g
Designation TPIM IPF PDX BW S INSL ©
FLDC-3-8VR/L75 8.0 3/4 .0984 195 .344 .890 .
FLDC-3-115VR/L75 1.5 3/4 1457 195 344 .890 (]
FLDC-3-14VR/L-75 14.0 3/4 1496 195 344 .890 .
FLDC-3-18VR/L-75 18.0 3/4 1535 195 344 .890 .
FLDC-3-27VR/L-75 27.0 3/4 1614 195 344 .890 .
e DMIN according to related boring bar
¢ internal & external tolerance: ANSI/ASME B1.20.1 - Standard NPT
() Threads per inch
Tools: A-FLER/L e FLASR/L e FLSR/L e H-FLER
NOTCHGRHiF
R VE—TURNLINE_..--‘ - "7 INSL —>‘ m
ISCARTHREAD m‘ 1
NPT THREADING PDX — _ StendardNPT_|
FLDC-NPT-I } ANSI/ASME B1.20.1
- 60
Double-Ended, Precision, Flat [Vﬁléiﬁtw
Top Multi-Tooth Threading Inserts A

Dimensions

<o)

o

Designation TPIM IPF PDX BW S INSL 3
8.74 22.60 °

8.74 22.60 °

FLDC-3-8NPT 2l 8.0 3/4 1.50 6.35
FLDC-3-11.5NPT-2I 115 3/4 1.20 6.35

e For internal thread limits, see page 83
() Threads per inch

Dimensions

(=]

o

Designation TPIO) IPF PDX BW S INSL 3
344 .890 °

344 .890 °

FLDC-3-8NPT 2I 8.0 3/4 .0590 250
FLDC-3-11.5NPT-2I 115 3/4 0472 250

e For internal thread limits, see page 83
() Threads per inch
Tools: A-FLER/L e H-FLER

ISCAR



Full Profile NPTF

ISCARTHiREAD

ER-NPTF

External NPTF

(National Pipe Threads) Full
Profile Laydown Threading
Inserts for Steam, Gas
and Water Pipes

PDY
INSL

Standard NPTF
ANSI/ASME B1.20.3

External right-hand shown
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Dimensions Tough «<— Hard

g S
Designation IC TPI INSL PDY PDX © ©
11ER 14 NPTF 6.35 14.0 11.00 08 10 .
16ER 27 NPTF 9.52 27.0 16.49 0.7 0.8 o
16ER 18 NPTF 9.52 18.0 16.49 08 09 .
16ER 14 NPTF 9.52 14.0 16.49 09 1.2 ° °
16ER 11.5 NPTF 9.52 115 16.49 11 15 .

Anvils for laydown inserts, see pages 26-35, 234-237

For recommended number of passes see pages 81-82

For Insert Identification system, see page 24

(National Pipe Threads-Dry Seal) ANSI/ASME B1.20.1-1976 full profile
For technical information and detailed cutting data, see pages 104-105
() Threads per inch

Tools: C#-SER/L ® SER-D e SER/L e SER/L-JHP e SER/L-JHP-MC

Dimensions Tough «<— Hard

2 8
Designation IC TPIN INSL PDY PDX e e
11ER 14 NPTF 250 140 433 03 04 .
16ER 27 NPTF 375 27.0 649 03 03 .
16ER 18 NPTF 375 18.0 .649 .03 .04 °
16ER 14 NPTF 375 14.0 .649 .04 .05 [ °
16ER 11.5 NPTF 375 11.5 .649 .04 .06 °

e Anvils for laydown inserts, see pages 26-35, 234-237

* For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

¢ (National Pipe Threads-Dry Seal) ANSI/ASME B1.20.1-1976 full profile
e For technical information and detailed cutting data, see pages 104-105
() Threads per inch

Tools: C#-SER/L e SER-D e SER/L * SER/L-JHP e SER/L-JHP-MC

Member IMC Group
"
L 4 11]




ISCARTHREAD

IR/L-NPTF

Internal NPTF

(National Pipe Threads)

Full Profile Laydown
Threading Inserts for Steam,
Gas and Water Pipes

Standard NPTF
ANSI/ASME B1.20.3

Internal left-hand shown
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Dimensions Tough <— Hard
| 3| 8
Designation Ic TPIO RE INSL PDY PDX S| & |3
06IR 27 NPTF 400 270 0.04 688 07 06 .
08IR 27 NPTF 500 270 004 824 06 06 .
08IL 18 NPTF 5.00 18.0 0.06 8.24 0.6 0.8 ()
08IR 18 NPTF 500 180 004 824 06 08 .
11IR 18 NPTF 635 18.0 0.04 11,00 08 10 .
11IRB 18 NPTF 6.35 18.0 0.04 11.00 0.8 1.0 °
11IR 14 NPTF 635 140 0.04 16.49 08 11 .
16IR 18 NPTF 9.52 18.0 0.06 16.49 0.8 1.0 °
16IL 14 NPTF 9.52 14.0 0.07 16.49 0.9 1.2 °
16IR 14 NPTF 952 140 004 16.49 09 12 o | o
16IR 11.5 NPTF 9.52 1.5 0.04 16.49 1.1 15 (] (]

e Anvils for laydown inserts, see pages 26-35, 234-237
® For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

¢ (National Pipe Threads-Dry seal) ANSI/ASME B1.20.1-1976

e For technical information and detailed cutting data, see pages 104-105

() Threads per inch

Tools: AVC-D-SIR/L e C#-SIR/L ® MGSIR/L ® MTET Single Point ¢ PICIN-MGSIR/L e SIR/L

Dimensions Tough «<— Hard
Q3|38
Designation Ic TPIO) RE INSL PDY PDX S| & |8
06IR 27 NPTF 157 27.0 .0016 271 .03 .02 °
08IR 27 NPTF 197 27.0 .0016 324 .02 .02 (]
08IL 18 NPTF 197 18.0 0024 3% 02 03 .
08IR 18 NPTF 197 18.0 .0016 324 .02 .03 °
11IR 18 NPTF 250 180 0016 433 03 o4 .
11IRB 18 NPTF .250 18.0 .0016 433 .03 .04 °
11IR 14 NPTF .250 14.0 .0016 .649 .03 .04 °
16IR 18 NPTF 375 180 0024 649 03 04 .
16IL 14 NPTF 375 14.0 .0027 .649 04 .05 °
16IR 14 NPTF 375 14.0 .0016 .649 .04 .05 ° °
16IR 11.5 NPTF 375 1.5 .0016 .649 .04 .06 ° °

e Anvils for laydown inserts, see pages 26-35, 234-237
® For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

¢ (National Pipe Threads-Dry seal) ANSI/ASME B1.20.1-1976

* For technical information and detailed cutting data, see pages 104-105

() Threads per inch

Tools: AVC-D-SIR/L e C#-SIR/L ® MGSIR/L ® MTET Single Point ¢ PICIN-MGSIR/L e SIR/L

ISCAR




BSPT British Standard Pipe

ISCARTrHiREAD POX,. o
ER/L-BSPT T i
External BSPT PN Standard BSPT
(British Standard Pipe) INSL @ — 071, |
B.S.21-1957 Full Profile N EN 10226 (182)
Laydown Threading Inserts l IC

External right-hand shown
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Dimensions Tough «<— Hard
o (==} (=] 'S
o) o o o
N (<) [=23 —
Designation IC INSL TPI® RE PDY PDX e |e|e
16ER 28 BSPT 9.52 16.49 280 0.11 06 06 ° °
16EL 19 BSPT 952 16.49 19.0 0.16 07 08 °
16ER 19 BSPT 9.52 16.49 19.0 0.16 0.7 0.8 . ° °
16EL 14 BSPT 952 16.49 14.0 0.25 09 11 °
16ER 14 BSPT 9.52 16.49 14.0 0.25 09 14 . . °
16ERB 14 BSPT (1) 9.52 16.49 14.0 0.23 1.0 1.2 °
16ERM 14 BSPT (1) 9.52 16.49 14.0 0.24 1.0 12 ° ° °
16EL 11 BSPT 952 16.49 11.0 0.32 11 15 °
16ER 11 BSPT 9.52 16.49 11.0 0.32 11 15 . °
16ERB 11 BSPT (1) 9.52 16.49 11.0 0.29 1.1 15 °
16ERM 11 BSPT (1) 9.52 16.49 11.0 0.31 1.4 15 . °

e Anvils for laydown inserts, see pages 26-35, 234-237
® For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

® For threading between walls use insert TIP-BSPT

* For technical information and detailed cutting data, see pages 104-105
() With pressed chipformer

@ Threads per inch

Tools: C#-SER/L e SER-D e SER/L e SER/L-JHP e SER/L-JHP-MC

Dimensions Tough «<— Hard
o (=] =] 'S
KRN 8| 8|2

Designation IC INSL TPI@ RE PDY PDX ||| e
16ER 28 BSPT 375 .649 28.0 0043 .02 .02 ° °
16EL 19 BSPT 375 649 19.0 .0063 .03 .03 °
16ER 19 BSPT 375 .649 19.0 .0063 .03 .03 o o [
16EL 14 BSPT 375 649 14.0 .0098 .04 .05 °
16ER 14 BSPT 375 .649 14.0 .0098 .04 .05 o o o
16ERB 14 BSPT (1) 375 649 14.0 0091 04 05 .
16ERM 14 BSPT (1) 375 649 14.0 0094 .04 05 ) . °
16EL 11 BSPT 375 649 11.0 0126 .04 .06 °
16ER 11 BSPT 375 649 11.0 0126 04 06 . .
16ERB 11 BSPT (1 375 649 11.0 0114 04 .06 .
16ERM 11 BSPT (1) 375 649 11.0 0122 04 .06 ° °

e Anvils for laydown inserts, see pages 26-35, 234-237

e For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

e For threading between walls use insert TIP-BSPT

e For technical information and detailed cutting data, see pages 104-105

() With pressed chipformer

(2 Threads per inch

Tools: C#-SER/L ® SER-D ¢ SER/L e SER/L-JHP e SER/L-JHP-MC

P




ISCARTHREAD

IR/L-BSPT

Internal BSPT

(British Standard Pipe)
B.S.21-1957 Full Profile
Laydown Threading Inserts

Standard BSPT
1SO 7-1,
EN 10226 (1&2)

Internal left-hand shown
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Dimensions Tough «<— Hard
SRR
N N (=<} [=23 ~—
Designation IC INSL TPI® RE PDY PDX SRR ON BONIFON NO
06IR 28 BSPT 4,00 6.88 28.0 0.1 0.7 06 °
08IR 28 BSPT 5.00 8.24 28.0 0.13 05 06 °
08IR 19 BSPT 5.00 8.24 19.0 0.18 06 08 °
11IR 19 BSPT 6.35 11.00 19.0 0.16 08 09 ° ° )
11IR/L 14 BSPT 6.35 11.00 14.0 0.23 0.9 1.0 °
11IRB 19 BSPT 6.35 11.00 19.0 0.16 0.9 1.0 °
16IR 28 BSPT 9.52 16.49 28.0 0.11 06 0.6 .
16IR 19 BSPT 9.52 16.49 19.0 0.16 08 09 °
16IL 14 BSPT 9.52 16.49 14.0 0.21 1.0 1.2 °
16IR 14 BSPT 9.52 16.49 14.0 0.23 1.0 1.2 .
16IRB 14 BSPT (1 9.52 16.49 14.0 0.23 1.0 1.2 °
16IRM 14 BSPT (1 9.52 16.49 14.0 0.21 1.0 1.2 . ° °
16IL 11 BSPT 9.52 16.49 11.0 0.29 1.1 1.5 .
16IR 11 BSPT 9.52 16.49 11.0 0.29 1.1 15 ° ° °
16IRB 11 BSPT (1) 9.52 16.49 11.0 0.29 11 15 °
16IRM 11 BSPT () 9.52 16.49 1.0 0.28 1.1 15 . ° °
e Anvils for laydown inserts, see pages 26-35, 234-237
® For recommended number of passes see pages 81-82
e For Insert Identification system, see page 24
e For technical information and detailed cutting data, see pages 104-105
() With pressed chipformer
(2 Threads per inch
Tools: AVC-D-SIR/L e C#-SIR/L ® MGSIR/L ¢ MTET Single Point * PICIN-MGSIR/L  SIR/L
| \\| C H
Dimensions Tough «<— Hard
(=2} o [==] (==} 'S
S| K| 8| 8|2
Designation IC INSL TPI® RE PDY PDX |le | e|e|e
06IR 28 BSPT 157 271 28.0 0043 03 02 °
08IR 28 BSPT 197 324 28.0 0051 02 02 °
08IR 19 BSPT 197 324 19.0 0071 02 03 °
11IR 19 BSPT 250 433 19.0 0063 03 04 ° ° °
11IR/L 14 BSPT 250 433 14.0 .0091 04 04 °
11IRB 19 BSPT .250 433 19.0 0063 .04 04 .
16IR 28 BSPT 375 649 28.0 0043 02 02 °
16IR 19 BSPT 375 649 19.0 0063 .03 04 °
16IL 14 BSPT 375 649 14.0 ,0083 .04 .05 .
16IR 14 BSPT 375 649 14.0 0091 04 05 °
16IRB 14 BSPT (1 375 649 14.0 .0091 04 05 )
16IRM 14 BSPT () 375 649 14.0 0083 04 05 . . .
16IL 11 BSPT 375 649 11.0 0114 04 .06 °
16IR 11 BSPT 375 649 11.0 0114 04 .06 ° ) .
16IRB 11 BSPT (1 375 649 1.0 0114 04 06 °
16IRM 11 BSPT (1 375 649 1.0 0110 04 06 ° ° °

* Anvils for laydown inserts, see pages 26-35, 234-237

e For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

e For technical information and detailed cutting data, see pages 104-105

() With pressed chipformer

@ Threads per inch

Tools: AVC-D-SIR/L e C#-SIR/L ® MGSIR/L e MTET Single Point e PICIN-MGSIR/L e SIR/L

ISCAR




F Yy J
PENTA 24-BSPT
BSPT (British Standard Pipe)
Precision Ground External
Pentagonal Full Profile Threading
Inserts with a Chipformer

.T’ ;KT’@N
Standard BSPT
1SO 7-1,
EN 10226 (1&2)

Dimensions

Designation TPIO

RE

PENTA 24-19-BSPT 19.0
PENTA 24-14-BSPT 14.0

0.16
0.22

e o ||C908

e For insert identification system, see page 45
o DMIN(inch)=5.435/TPI
() Threads per inch

Tools: PCAD RE/LE-JHP ¢ PCADR/L ¢ PCADR/L-JHP e PCHBR/L e PCHR/L-24 e PCHR/L-24-JHP e PCHR/L-24-JHP-MC

THREADING LINE

PENTA 24-BSPT

BSPT (British Standard Pipe)
Precision Ground External
Pentagonal Full Profile Threading
Inserts with a Chipformer

& %
Standard BSPT
1SO 7-1,
EN 10226 (182)

Dimensions

Designation TPIO

RE

PENTA 24-19-BSPT 19.0
PENTA 24-14-BSPT 14.0

.0063
.0087

e e |C908

* For insert identification system, see page 45
¢ DMIN(inch)=5.435/TPI
() Threads per inch

Tools: HMSDV PEN e HSTBS-PEN e PCAD RE/LE-JHP e PCADR/L e PCADR/L-JHP e PCHBR/L ® PCHR/L-24 e PCHR/L-24-JHP

Member IMC Group
L 4 11]
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ISCARTHREAD

CUTGHIF

-
+0.025 {T3y=17.7 Ref.® ‘"YAN
Standard BSPT
1SO 7-1,
< _ R EN 10226 (182)
ss = ow
RE L

TIP-P-BSPT

Precision Ground BSPT (British
Standard Pipe) External Double-
Ended Full Profile Threading
Inserts with a Chipformer

©)
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Z
o
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o
T
|_

Dimensions Tough «<— Hard

(==}
g8 | &

Designation cw RE RETOL® TPI@
TIP 2P28-BSPT 2.40 0.11 0.030 28.0 o °
TIP 2P19-BSPT 2.40 0.16 0.030 19.0 ° °
TIP 2P14-BSPT 2.40 0.22 0.030 14.0 ° °
TIP 4P11-BSPT 4.00 0.28 0.030 11.0 ° °

® (a) TIP inserts are 1.6 mm longer than GIP in the same pocket

¢ Toolholder seat needs to be modified according to insert profile to ensure clearance

() Corner radius tolerance (+/-)

(@ Threads per inch

Tools: C#-GHDR/L ® CGHN-D ¢ CGHN-DG ¢ CGHN-S e CGPAD e CGPAD-JHP e GHDRY/L (short pocket) ® GHDR/L-JHP (short pocket)
¢ GHDR/L-JHP-MC (short pocket) ® GHGR/L ¢ GHMPR/L ¢ GHMR/L ® GHSR/L ¢ GHSR/L-JHP-SL * NQCH-GHSR/L-JHP

ISCARTHREAD =

CUTGHIF =001 D 287 Fet® 1!*~

TIP-P-BSPT ﬁ S‘a'l‘:;";_?fPT

Precision Ground BSPT (British < & I EN 10226 (182)
55° &L

— e

Standard Pipe) External Double-
RE 1

Ended Full Profile Threading
Inserts with a Chipformer

Dimensions Tough «<— Hard

[==}
g8 | B

Designation cw RE RETOL® TPI@
TIP 2P28-BSPT 094 004 0012 280 ° °
TIP 2P19-BSPT 094 .006 0012 19.0 [ o
TIP 2P14-BSPT .094 .009 .0012 14.0 ° °
TIP 4P11-BSPT 157 011 0012 11.0 ° °

® (a) TIP inserts are .063" longer than GIP in the same pocket

¢ Toolholder seat needs to be modified according to insert profile to ensure clearance

() Corner radius tolerance (+/-)

(@ Threads per inch

Tools: C#-GHDR/L ® CGHN-D ¢ CGHN-DG ¢ CGHN-S e CGPAD e CGPAD-JHP e GHDRY/L (short pocket) ® GHDR/L-JHP (short pocket)
e GHGR/L ® GHMPR/L ¢ GHMR/L e GHSR/L ¢ GHSR/L-JHP-SL  NQCH-GHSR/L-JHP

ISCAR




STACME

ISCARTHiREAD

ER/L-STACME
External STUB ACME Laydown

.
Threading Inserts with a Shallow w
ACME Profile for Control Valves ; y INSL

ANSI/ASME B1.8

External right-hand shown
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Dimensions Tough «— Hard
28 &
Designation Ic INSL TPIO PDY PDX 8|S |8
16EL 16 STACME 9.52 16.49 16.0 10 10 3
16ER 16 STACME 952 16.49 16.0 10 10 .
16ER 14 STACME 9.52 16.49 140 10 10 o
16EL 12 STACME 9.52 16.49 12.0 1.2 1.2 °
16ER 12 STACME 9.52 16.49 12.0 1.2 1.2 ° °
16EL 10 STACME 9.52 16.49 10.0 13 13 (]
16ER 10 STACME 9.52 16.49 10.0 1.3 1.2 °
16EL 8 STACME 952 16.49 8.0 15 15 .
16ER 8 STACME 952 16.49 8.0 15 15 o | o | o
16EL 6 STACME 9.52 16.49 6.0 18 1.8 °
16ER 6 STACME 952 16.49 6.0 17 17 o | o
22EL 5 STACME 12.70 22.00 5.0 2.0 2.3 (]
22ER 5 STACME 12.70 22.00 5.0 2.0 2.3 °
22ER 4 STACME 12.70 22.00 4.0 2.3 2.4 °
27EL 4 STACME 15.88 27.50 40 22 2.4 .
27ER 4 STACME 15.88 27.50 4.0 2.2 2.4 °
27EL 3 STACME 15.88 27.50 3.0 2.8 2.9 (]
27ER 3 STACME 15.88 27.50 3.0 2.8 2.9 [

e Anvils for laydown inserts, see pages 26-35, 234-237

* For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24 e STUB ACME ASME/ANSI B1.8-1988 class 2G
* For technical information and detailed cutting data, see pages 104-105

() Threads per inch

Tools: C#-SER/L e SER-D e SER/L ¢ SER/L-JHP e SER/L-JHP-MC

Dimensions Tough «<— Hard
28
Designation Ic INSL TPIO) PDY PDX 8|S |83
16EL 16 STACME 375 649 16.0 04 04 .
16ER 16 STACME 375 649 16,0 04 04 .
16ER 14 STACME 375 649 140 04 o4 .
16EL 12 STACME 375 649 120 05 05 .
16ER 12 STACME 375 649 120 05 05 o | o
16EL 10 STACME 375 649 100 05 05 .
16ER 10 STACME 375 .649 10.0 .05 .05 °
16EL 8 STACME 375 649 80 06 06 .
16ER 8 STACME 375 649 80 06 06 o | o | o
16EL 6 STACME 375 649 60 o7 o7 .
16ER 6 STACME 375 649 60 o7 o7 o | o
22EL 5 STACME .500 .866 5.0 .08 .09 [
22ER 5 STACME 500 866 50 08 09 .
22ER 4 STACME 500 866 40 09 09 .
27EL 4 STACME 625 1,083 40 09 09 .
27ER 4 STACME .625 1.083 4.0 .09 .09 °
27EL 3 STACME 625 1,083 30 11 11 .
27ER 3 STACME .625 1.083 3.0 1 11 °

* Anvils for laydown inserts, see pages 26-35, 234-237

* For recommended number of passes see pages 81-82

® For Insert Identification system, see page 24 ¢ STUB ACME ASME/ANSI B1.8-1988 class 2G
* For technical information and detailed cutting data, see pages 104-105

() Threads per inch

Tools: C#-SER/L ® SER-D e SER/L e SER/L-JHP e SER/L-JHP-MC

Member IMC Group
|
L 4 11]




ISCARTHREAD

IR/L-STACME

Internal STUB ACME Laydown
Threading Inserts with a Shallow
ACME Profile for Control Valves

ANSI/ASME B1.8

Internal left-hand shown

M E T R | C
\ Dimensions Tough «<— Hard

THREAD TURNING

2|38
Designation Ic INSL TPIO PDY PDX 8|8 |8
16IR 16 STACME 9.62 16.49 16.0 1.0 1.0 ° o
16IR 12 STACME 9.52 16.49 12.0 1.2 1.2 .
16IR 10 STACME 9.52 16.49 10.0 1.2 1.2 ° °
16IL 8 STACME 9.52 16.49 8.0 16 15 °
16IR 8 STACME 9.52 16.49 8.0 1.6 15 ° °
16IR 6 STACME 9.52 16.49 6.0 1.6 1.7 . .
22IR/L 5 STACME 12.70 22.00 5.0 2.0 2.3 o
22IR 4 STACME 12.70 22.00 4.0 2.3 2.4 °
22UIRL 3 STACME 12.70 22.00 3.0 33 11.0 .
27IL 4 STACME 15.88 27.50 4.0 23 2.4 .
27IR 4 STACME 15.88 27.50 4.0 2.3 2.4 .
27IR/L 3 STACME 15.88 27.50 3.0 2.8 2.9 °
* Anvils for laydown inserts, see pages 26-35, 234-237
® For recommended number of passes see pages 81-82
e For Insert Identification system, see page 24
* Tolerance: class 2G
* For technical information and detailed cutting data, see pages 104-105
() Threads per inch
Tools: AVC-D-SIR/L e C#-SIR/L e SIR/L
| N C H
Dimensions Tough <— Hard
2/ 8|8
Designation Ic INSL TPI) PDY PDX 8|S |3
16IR 16 STACME 375 649 16.0 04 04 . .
16IR 12 STACME 375 649 12.0 .05 .05 .
16IR 10 STACME .375 .649 10.0 .05 .05 o o
16IL 8 STACME 375 649 8.0 .06 .06 .
16IR 8 STACME 375 .649 8.0 .06 .06 o o
16IR 6 STACME 375 .649 6.0 .06 .07 o °
22IR/L 5 STACME 500 .866 5.0 .08 .09 .
22IR 4 STACME 500 .866 4.0 .09 .09 [
22UIRL 3 STACME 500 .866 3.0 13 43 .
27IL 4 STACME 625 1.083 4.0 .09 .09 °
27IR 4 STACME .625 1.083 4.0 .09 .09 .
27IR/L 3 STACME 625 1.083 3.0 11 A1 .

* Anvils for laydown inserts, see pages 26-35, 234-237

* For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

* Tolerance: class 2G

e For technical information and detailed cutting data, see pages 104-105
() Threads per inch

Tools: AVC-D-SIR/L e C#-SIR/L  SIR/L

192 ISCAR




OTCH-Grii-

GROOVE-TURN LINE-. e m "7 |NSL4> m
ISCARTHREAD Srm
STUB ACME THREADING O . %
FLAS-PT-1 {t\ .y ANSI/ASME B1.5
Double-Ended, Precision, Flat PDX_ 29° BW
Top on Internal Threading Inserts CE -

Right-hand shown
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Dimensions
3

Designation TPIO) CF PDX BW S INSL 3
FLAS-6L2-PT-I 2.0 5.23 7.20 9.73 11.51 28.45 L]
FLAS-4L3-PT-I 3.0 3.44 510 6.48 11.51 28.45 .
FLAS-3L4-PT-I 4.0 2.55 3.80 4.95 8.74 22.60 .
FLAS-3L5-PT-1 5.0 2.01 3.80 4.95 8.74 22.60 (]
FLAS-3L6-PT-1 6.0 1.66 3.80 4.95 8.74 22.60 .
FLAS-3L8-PT-I 8.0 1.21 3.80 4.95 8.74 22.60 .
FLAS-3L10-PT-1 10.0 0.94 3.80 4.95 8.74 22.60 L]
FLAS-3L12-PT-1 12.0 0.83 3.80 4.95 8.74 22.60 .
FLAS-3L14-PT-I 14.0 0.70 3.80 4.95 8.74 22.60 .
FLAS-3L16-PT-1 16.0 0.60 3.80 4.95 8.74 22.60 .

e For internal thread limits, see page 83

() Threads per inch

| N C H
Dimensions
8

Designation TPIN CF PDX BW s INSL 3
FLAS-6L2-PT-I 2.0 .206 2835 .383 453 1.120 (]
FLAS-4L3-PT-1 30 135 2008 .255 453 1.120 (]
FLAS-3L4-PT-1 4.0 .100 1496 195 344 890 .
FLAS-3L5-PT-1 5.0 079 1496 195 344 890 (]
FLAS-3L6-PT-1 6.0 .065 1496 195 .344 890 .
FLAS-3L8-PT-I 8.0 .048 1496 195 344 890 .
FLAS-3L10-PT-1 10.0 .037 1496 195 .344 .890 (]
FLAS-3L12-PT-I 12.0 .033 1496 195 344 890 (]
FLAS-3L14-PT-I 14.0 .028 1496 195 344 890 .
FLAS-3L16-PT-1 16.0 024 1496 195 344 890 .

e For internal thread limits, see page 83

() Threads per inch

Tools: A-FLER/L e H-FLER

— | [




NOTCH-Grir

GROOVE-TURN LINE r‘i |NSL 41-’
ISCARTHREAD g@ Tj‘ﬁ
STUB ACME THREADING '
FLAS-PT-E

Double-Ended, Precision, Flat
Top External Threading Inserts

3G

30 R ——
¥ { Ly ANSI/ASME B1.5
PDX  29° /iE\ |b BW
CF )

Right-hand shown
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Dimensions

8
Designation TPIO CF PDX BW S INSL 3
FLAS-3R4-PT-E 4.0 2.55 3.80 4.95 8.74 22.60 o
FLAS-3R5-PT-E 5.0 2.01 3.80 4,95 8.74 22.60 [
FLAS-3R6-PT-E 6.0 1.66 3.80 4.95 8.74 22.60 ()
FLAS-3R8-PT-E 8.0 1.21 3.80 4.95 8.74 22.60 o
FLAS-3R10-PT-E 10.0 0.94 3.80 4.95 8.74 22.60 (]
FLAS-3R12-PT-E 12.0 0.83 3.80 4,95 8.74 22.60 [
FLAS-3R14-PT-E 14.0 0.70 3.80 4.95 8.74 22.60 o
FLAS-3R16-PT-E 16.0 0.60 3.80 4.95 8.74 22.60 (]
FLAS-4R3-PT-E 3.0 3.44 5.10 6.48 11.51 28.45 [
FLAS-6R2-PT-E 2.0 523 7.20 9.73 11.51 28.45 [

() Threads per inch
Tools: FLASR/L e FLSR/L
1 N Cc H
Dimensions

8
Designation TPI0) CF PDX BW S INSL 3
FLAS-3R4-PT-E 4.0 100 1496 195 344 .890 ()
FLAS-3R5-PT-E 5.0 .079 1496 195 344 .890 (]
FLAS-3R6-PT-E 6.0 .065 1496 195 344 .890 (]
FLAS-3R8-PT-E 8.0 .048 1496 195 344 .890 )
FLAS-3R10-PT-E 10.0 .037 1496 195 344 .890 o
FLAS-3R12-PT-E 12.0 .033 1496 195 344 .890 [
FLAS-3R14-PT-E 14.0 .028 1496 195 344 .890 o
FLAS-3R16-PT-E 16.0 024 1496 195 344 .890 (]
FLAS-4R3-PT-E 3.0 136 .2008 .255 453 1.120 (]
FLAS-6R2-PT-E 2.0 .206 .2835 .383 453 1.120 [

) Threads per inch
Tools: FLASR/L e FLSR/L

ISCAR




ACME

ISCARTHiREAD
ER/L-ACME

External ACME Profile
Laydown Threading Inserts
for Feed Screws

ANSI/ASME B1.5

External right-hand shown
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Dimensions Tough <— Hard
Z g8|=|8|8
Designation Ic INSL TPI) PDY PDX S|&]8|8|58&
11ER 16 ACME 6.35 11.00 16.0 0.9 1.0 °
16ER 16 ACME 9.52 16.49 16.0 1.0 1.0 ° o
16ER 14 ACME 9.52 16.49 14.0 1.0 1.0 .
16ER 12 ACME 9.52 16.49 12.0 1.0 1.0 °
16ER 10 ACME 9.52 16.49 10.0 14 1.3 ° °
16ER/L 8 ACME 9.52 16.49 8.0 1.3 15 o o
16EL 6 ACME 9.52 16.49 6.0 14 16 °
16ER 6 ACME 9.52 16.49 6.0 1.4 16 ° ° o
22EL 6 ACME 12.70 22.00 6.0 18 2.1 °
22ER 6 ACME 12.70 22.00 6.0 1.8 2.1 ° °
22EL 5 ACME 12.70 22.00 5.0 2.0 2.4 °
22ER 5 ACME 12.70 22.00 5.0 20 24 ° °
22ER/L 4 ACME 12.70 22.00 4.0 2.1 2.3 °
22UERL 4 ACME 12.70 22.00 40 2.3 11.0 o °
27EL 4 ACME 15.88 27.50 40 2.3 2.7 .
27ER 4 ACME 15.88 27.50 4.0 2.3 2.6 ° ° o
27UERL 3 ACME 15.88 27.50 30 2.8 13.7 . .
* Anvils for laydown inserts, see pages 26-35, 234-237
* For recommended number of passes see pages 81-82
e For Insert Identification system, see page 24
¢ ACME ASME/ANSI B1.5-1988 class 3G
e For technical information and detailed cutting data, see pages 104-105
() Threads per inch
Tools: C#-SER/L e SER-D e SER/L e SER/L-JHP e SER/L-JHP-MC
| N C H
Dimensions Tough <— Hard
Z 8|l=|8|8
Designation Ic INSL TPIO PDY PDX |8 |38|3| &
11ER 16 ACME .250 433 16.0 .04 .04 °
16ER 16 ACME 375 .649 16.0 .04 .04 ° °
16ER 14 ACME 375 649 14.0 .04 04 .
16ER 12 ACME 375 .649 12.0 .04 .04 °
16ER 10 ACME 375 .649 10.0 .06 .05 ° °
16ER/L 8 ACME 375 649 8.0 .05 .06 . o
16EL 6 ACME 375 .649 6.0 .06 .06 °
16ER 6 ACME 375 649 6.0 .06 .06 ° ° °
22EL 6 ACME .500 .866 6.0 .07 .08 o
22ER 6 ACME .500 .866 6.0 .07 .08 ° °
22EL 5 ACME .500 .866 50 .08 .09 o
22ER 5 ACME .500 .866 50 .08 .09 o o
22ER/L 4 ACME 500 866 40 .08 .09 .
22UERL 4 ACME 500 866 4.0 .09 43 . .
27EL 4 ACME 625 1.083 4.0 .09 1 .
27ER 4 ACME .625 1.083 4.0 .09 10 ° ° °
27UERL 3 ACME 625 1.083 30 il 54 . .
e Anvils for laydown inserts, see pages 26-35, 234-237
® For recommended number of passes see pages 81-82
e For Insert Identification system, see page 24
¢ ACME ASME/ANSI B1.5-1988 class 3G
e For technical information and detailed cutting data, see pages 104-105
() Threads per inch
Tools: C#-SER/L e SER-D e SER/L e SER/L-JHP e SER/L-JHP-MC
-Eb C Group




ISCARTHREAD

IR/L-ACME

Internal ACME Profile
Laydown Threading Inserts
for Feed Screws

ANSI/ASME B1.5

Internal left-hand shown
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Dimensions Tough «<— Hard
Zlg|l=|3([2]|8
Designation Ic INSL TPI PDY PDX S|a|38|8|8|3&
16IL 16 ACME 9.52 16.49 16.0 09 1.0 °
16IR 16 ACME 9.52 16.49 16.0 0.9 1.0 . .
16IL 14 ACME 9.62 16.49 14.0 1.0 1.2 °
16IL 12 ACME 9.52 16.49 12.0 1.1 1.2 .
16IR 12 ACME 9.52 16.49 12.0 11 1.2 ° . .
16IL 10 ACME 9.52 16.49 10.0 1.3 1.3 °
16IR 10 ACME 9.52 16.49 10.0 1.3 1.4 .
16IL 8 ACME 9.52 16.49 8.0 1.5 15 °
16IR 8 ACME 9.52 16.49 8.0 1.3 1.5 ° °
16IR 6 ACME 9.52 16.49 6.0 1.7 1.8 . . °
22IL 6 ACME 12.70 22.00 6.0 1.9 2.1 ° .
22IR 6 ACME 12.70 22.00 6.0 1.9 2.1 ° ° °
22IL 5 ACME 12.70 22.00 5.0 2.0 2.1 . . .
22IR 5 ACME 12.70 22.00 5.0 20 2.1 ° °
22IL 4 ACME 12.70 22.00 40 2.2 2.1 °
22IR 4 ACME 12.70 22.00 40 2.1 2.1 .
22UIRL 4 ACME 12.70 22.00 4.0 23 11.0 ° °
27IL 4 ACME 15.88 27.50 4.0 23 26 °
27IR 4 ACME 15.88 27.50 40 23 26 . .
27UIRL 3 ACME 15.88 27.50 3.0 2.8 137 °
e Anvils for laydown inserts, see pages 26-35, 234-237
* For recommended number of passes see pages 81-82
e For Insert Identification system, see page 24
¢ ACME ASME/ANSI B1.5-1988 class 3G
e For technical information and detailed cutting data, see pages 104-105
() Threads per inch
Tools: AVC-D-SIR/L e C#-SIR/L  SIR/L
| N C H
Dimensions Tough «<— Hard
Z 28|l=|8[8|8
Designation Ic INSL TPI0) PDY PDX 8|8|8|8|8|68
16IL 16 ACME 375 649 16.0 04 04 °
16IR 16 ACME 375 649 16.0 .04 04 ° °
16IL 14 ACME 375 649 14.0 .04 .05 °
16IL 12 ACME 375 649 12.0 04 .05 .
16IR 12 ACME 1815 649 12.0 .04 05 . . .
16IL 10 ACME 375 649 10.0 .05 .05 °
16IR 10 ACME 375 649 10.0 .05 .06 [
16IL 8 ACME 375 649 8.0 .06 .06 °
16IR 8 ACME 375 649 8.0 .05 .06 o °
16IR 6 ACME 375 649 6.0 07 07 . . .
22IL 6 ACME .500 .866 6.0 .07 .08 ° °
22IR 6 ACME .500 .866 6.0 .07 .08 ° ° °
22|L 5 ACME 500 .866 5.0 .08 08 . [ [
22IR 5 ACME .500 .866 5.0 .08 .08 ° °
22IL 4 ACME .500 .866 4.0 .09 .08 °
22IR 4 ACME 500 .866 4.0 .08 .08 o
22UIRL 4 ACME 500 866 4.0 .09 43 . .
27IL 4 ACME 625 1.083 4.0 .09 10 °
27IR 4 ACME 625 1.083 4.0 .09 10 o o
27UIRL 3 ACME 625 1.083 3.0 Rl 54 °

* Anvils for laydown inserts, see pages 26-35, 234-237

* For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

* ACME ASME/ANSI B1.5-1988 class 3G

® For technical information and detailed cutting data, see pages 104-105
() Threads per inch

Tools: AVC-D-SIR/L e C#-SIR/L e SIR/L

ISCAR




ISCARTrHREAD

ACME THREADING FLA S T %’%L
. ¢
AP

Double-Ended, Precision,
Flat Top Threading Inserts

Right-hand shown
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Dimensions
S

Designation TPIO CF PDX BW S INSL <]
FLA-6R/L2 20 458 7.20 9.73 11.51 28.45 o
FLA-6R/L2.5 2.5 3.63 7.20 9.73 11.51 28.45 °
FLA-6R/L3 3.0 3.01 7.20 9.73 11.51 28.45 o
FLA-3R/L4 4.0 222 3.40 4.95 8.74 22.60 o
FLA-4R/L4 4.0 2.22 510 6.48 11.51 28.45 o
FLA-3R/L5 5.0 1.75 3.80 4.95 8.74 22.60 o
FLA-4R/L5 5.0 1.75 5.10 6.48 11.51 28.45 o
FLA-3R/L6 6.0 1.44 3.80 4.95 8.74 22.60 o
FLA-4R/L6 6.0 1.44 5.10 6.48 11.51 28.45 o
FLA-3R/L8 8.0 1.04 3.80 4.95 8.74 22.60 o
FLA-4R/L8 8.0 1.04 510 6.48 11.51 28.45 o
FLA-3R/L10 10.0 0.81 3.80 4.95 8.74 22.60 o
FLA-3R/L12 12.0 0.72 3.80 4.95 8.74 22.60 o
FLA-3R/L14 14.0 0.61 3.80 4.95 8.74 22.60 o
FLA-3R/L16 16.0 0.52 3.80 4.95 8.74 22.60 o

* DMIN according to related boring bar

¢ internal & external tolerance: ANSI/ASME B1.5 - 3G

® For ACME thread limits, see page 83

() Threads per inch

Tools: FLASR/L e FLSR/L

| N C H
Dimensions
2

Designation TPIO CF PDX BW S INSL ©
FLA-6R/L2 2.0 .180 .2835 .383 453 1.120 o
FLA-6R/L2.5 25 143 .2835 .383 453 1.120 o
FLA-6R/L3 3.0 118 2835 .383 453 1.120 o
FLA-3R/L4 4.0 .087 1339 195 344 .890 o
FLA-4R/L4 4.0 .087 .2008 255 453 1.120 o
FLA-3R/L5 5.0 .069 1496 195 .344 890 o
FLA-4R/L5 5.0 .069 .2008 255 453 1.120 o
FLA-3R/L6 6.0 .057 1496 195 344 .890 o
FLA-4R/L6 6.0 .057 2008 .255 453 1.120 o
FLA-3R/L8 8.0 041 1496 195 344 .890 o
FLA-4R/L8 8.0 .041 .2008 255 453 1.120 o
FLA-3R/L10 10.0 .032 1496 195 .344 890 o
FLA-3R/L12 12.0 .028 1496 195 344 .890 o
FLA-3R/L14 14.0 .024 1496 195 .344 .890 °
FLA-3R/L16 16.0 .020 1496 195 344 .890 o

e DMIN according to related boring bar

¢ internal & external tolerance: ANSI/ASME B1.5 - 3G

e For ACME thread limits, see page 83

() Threads per inch

Tools: A-FLER/L e FLASR/L e FLSR/L e H-FLER

-ED C Group




NOTCH G-
GROOVE-TURN LINE r‘i |NSL ‘T’
ISCARTHREAD g@ \
ACME THREADING ! L
FLA-PT-E i £ j:\ .y ANSV/ASME B1.5
Double-Ended, Precision, Flat P%%}Eﬁ &5 Bw
Top External Threading Inserts CF 1

Right-hand shown

©)
<
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Dimensions

S
Designation TPIM CF PDX BW S INSL <
FLA-3R4-PT-E 40 2.22 3.40 4,95 8.74 28.45 (]
FLA-3R5-PT-E 5.0 1.75 3.80 4.95 8.74 28.45 °
FLA-3R6-PT-E 6.0 1.44 3.80 4,95 8.74 22.60 o
FLA-3R8-PT-E 8.0 1.04 3.80 4.95 8.74 28.45 o
FLA-3R10-PT-E 10.0 0.81 3.80 4.95 8.74 22.60 ()
FLA-3R12-PT-E 12.0 0.72 3.80 495 8.74 22.60 o
FLA-3R14-PT-E 14.0 0.61 3.80 4.95 8.74 22.60 (]
FLA-3R16-PT-E 16.0 0.52 3.80 4,95 8.74 22.60 o
FLA-4R4-PT-E 40 2.22 510 6.48 11.51 28.45 o
FLA-4R5-PT-E 5.0 1.75 5.10 6.48 11.51 22.60 o
FLA-4R6-PT-E 6.0 1.44 5.10 6.48 11.51 28.45 o
FLA-4R8-PT-E 8.0 1.04 510 6.48 11.51 22.60 o
FLA-6R2-PT-E 2.0 458 7.20 9.73 11.51 28.45 (]
FLA-6R2.5-PT-E 25 3.63 7.20 9.73 11.51 28.45 o
FLA-6R3-PT-E 3.0 3.01 7.20 9.78 11.51 28.45 .

() Threads per inch
Tools: FLASR/L e FLSR/L
| N C H
Dimensions

S
Designation TPIM CF PDX BW S INSL ©
FLA-3R4-PT-E 40 .087 1339 195 344 .890 o
FLA-3R5-PT-E 50 .069 1496 195 344 .890 [
FLA-3R6-PT-E 6.0 .057 1496 195 344 .890 o
FLA-3R8-PT-E 8.0 041 1496 195 344 .890 o
FLA-3R10-PT-E 10.0 032 1496 195 344 .890 °
FLA-3R12-PT-E 12.0 028 1496 195 344 .890 o
FLA-3R14-PT-E 14.0 024 1496 195 344 .890 °
FLA-3R16-PT-E 16.0 020 1496 195 344 .890 [
FLA-4R4-PT-E 40 .087 .2008 255 453 1.120 o
FLA-4R5-PT-E 5.0 .069 .2008 .255 453 1.120 o
FLA-4R6-PT-E 6.0 057 .2008 .255 453 1.120 o
FLA-4R8-PT-E 8.0 041 .2008 .255 453 1.120 [}
FLA-6R2-T-E 2.0 .180 .2835 .383 453 1.120 °
FLA-6R2.5-PT-E 25 143 .2835 .383 453 1.120 [}
FLA-6R3-PT-E 3.0 118 .2835 .383 453 1.120 ()

() Threads per inch
Tools: FLASR/L e FLSR/L

ISCAR




NOTCH<GriF
GROOVE-TURN LINE P INSL 4" ‘T’!

ISCARTHREAD

I
S
v\

ACME THREADING FLAS
Double-Ended, Precision,
Flat Top Threading Inserts

30
_

PSX zé: ﬂ;{: [S Bw

Right-hand shown
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Dimensions
3

Designation TPIO CF PDX BW s INSL 3
FLAS-6R/L2 20 523 7.20 9.73 11.61 28.45 °
FLAS-4R/L3 3.0 3.44 5.10 6.48 11.51 28.45 °
FLAS-3L4 4.0 2.55 3.80 4.95 8.74 22.60 o
FLAS-3R/L5 50 2.01 3.80 4.95 8.74 22.60 .
FLAS-3R/L6 6.0 1.66 3.80 4.95 8.74 22.60 °
FLAS-3R/L8 8.0 1.21 3.80 4.95 8.74 22.60 o
FLAS-3R/L10 10.0 0.94 3.80 4.95 8.74 22.60 o
FLAS-3R/L12 12.0 0.83 3.80 4.95 8.74 22.60 L]
FLAS-3R/L14 14.0 0.70 3.80 4.95 8.74 22.60 o
FLAS-3R/L16 16.0 0.60 3.80 4.95 8.74 22.60 o

* DMIN according to related boring bar

¢ internal & external tolerance: ANSI/ASME B1.5 - 3G

() Threads per inch

Tools: FLASR/L e FLSR/L

| N C H
Dimensions
=3

Designation TPIO CF PDX BW S INSL 3
FLAS-6R/L2 2.0 .206 .2835 .383 453 1.120 o
FLAS-4R/L3 3.0 135 .2008 255 453 1.120 [
FLAS-3L4 4.0 .100 1496 195 344 .890 o
FLAS-3R/L5 5.0 .079 .1496 195 344 .890 o
FLAS-3R/L6 6.0 .065 1496 195 344 .890 o
FLAS-3R/L8 8.0 .048 1496 195 344 .890 o
FLAS-3R/L10 10.0 .037 1496 195 344 .890 o
FLAS-3R/L12 12.0 .033 1496 195 344 .890 o
FLAS-3R/L14 14.0 .028 1496 195 344 .890 o
FLAS-3R/L16 16.0 .024 1496 195 344 .890 o

* DMIN according to related boring bar

¢ internal & external tolerance: ANSI/ASME B1.5 - 3G

() Threads per inch

Tools: A-FLER/L e FLASR/L e FLSR/L e H-FLER

P




Partial Toping ACME

CH-Girii-

NOT
GROOVE-TURN LINE = INSL—> m
ISCARTHREAD & m

]

ACME THREADING Iy %

FLA-PT-I T it@" .y ANSI/ASME B1.5
Double-Ended, Precision, Flat PD‘X 29° = &5 Bw
Top Internal Threading Inserts X @

Right-hand shown

THREAD TURNING

Dimensions

g
Designation TPIO CF PDX BW S INSL ©
FLA-3L16-PT-1 16.0 0.52 3.80 4.95 8.74 22.60 .
FLA-3L14-PT-1 14.0 0.61 3.80 4.95 8.74 22.60 .
FLA-3L12-PT-I 12.0 0.72 3.80 4.95 8.74 22.60 L]
FLA-3L10-PT-I 10.0 0.81 3.80 4.95 8.74 22.60 .
FLA-3L8-PT-I 8.0 1.04 3.80 4.95 8.74 22.60 L]
FLA-3L6-PT-I 6.0 1.44 3.80 4.95 8.74 22.60 (]
FLA-3L5-PT-I 50 1.75 3.80 4.95 8.74 22.60 .
FLA-3L4-PT-1 4.0 222 3.40 4.95 8.74 22.60 .
FLA-4L8-PT-I 8.0 1.04 5.10 6.48 11.51 28.45 .
FLA-4L6-PT-I 6.0 1.44 5.10 6.48 11.51 28.45 .
FLA-4L5-PT-1 5.0 1.75 5.10 6.48 11.51 28.45 [}
FLA-4L4-PT-1 40 2.22 5.10 6.48 11.51 28.45 L]
FLA-6L3-PT-I 3.0 3.01 7.20 9.73 11.51 28.45 .
FLA-6L2.5-PT-I 2.5 3.63 7.20 9.73 11.51 28.45 .
FLA-6L2-PT-I 2.0 4.58 7.20 9.73 11.51 28.45 .

e For internal thread limits, see page 83
() Threads per inch
| N C H
Dimensions

g
Designation TPIO CF PDX BW S INSL ©
FLA-3L16-PT-1 16.0 .020 1496 195 344 .890 .
FLA-3L14-PT-1 14.0 024 1496 195 344 .890 (]
FLA-3L12-PT-1 12.0 028 1496 195 344 .890 .
FLA-3L10-PT-I 10.0 .032 1496 195 344 .890 .
FLA-3L8-PT-I 8.0 041 1496 195 344 .890 L]
FLA-3L6-PT-I 6.0 .057 1496 195 344 .890 .
FLA-3L5-PT-I 5.0 .069 1496 195 344 .890 .
FLA-3L4-PT-1 4.0 .087 1339 195 344 .890 (]
FLA-4L8-PT-I 8.0 041 2008 255 453 1.120 .
FLA-4L6-PT-I 6.0 .057 2008 255 453 1.120 .
FLA-4L5-PT-1 5.0 .069 .2008 255 453 1.120 o
FLA-4L4-PT-1 4.0 .087 2008 255 453 1.120 .
FLA-6L3-PT-I 3.0 118 2835 383 453 1.120 .
FLA-6L2.5-PT-I 25 143 2835 383 453 1.120 o
FLA-6L2-PT-1 2.0 180 2835 .383 453 1.120 (]

e For internal thread limits, see page 83
() Threads per inch
Tools: A-FLER/L e H-FLER
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UNJ

ISCARTHiREAD

ER/L-UNJ

External UNJ Profile Laydown
Threading Inserts for the Aviation
and Aerospace Industries

PDY}

INSL

MIL-S-8879C

External right-hand shown
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<
Z
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i
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5/16 TP
’U‘/ 5% Dimensions Tough <— Hard
REmax 0.76042TP
REmin 0.15011TPSCREW|
518 |=|8|8|8
Designation IC TP RE INSL PDY PDX ||| 2|e |2
11ER 28 UNJ 6.35 28.0 0.14 11.00 0.6 0.6 °
11ER 24 UNJ 6.35 24.0 0.16 11.00 0.7 0.8 °
11ER 20 UNJ 6.35 20.0 0.19 11.00 08 09 o
11ER 18 UNJ 6.35 18.0 0.23 11.00 0.8 1.0 °
16ER 40 UNJ 9.52 40.0 0.10 16.49 0.6 0.6 °
16ER 36 UNJ 9.52 36.0 0.11 16.49 0.6 06 o
16ER 32 UNJ 9.52 32.0 0.13 16.49 0.6 0.6 ° °
16EL 28 UNJ 9.52 28.0 0.15 16.49 0.6 0.6 °
16ER 28 UNJ 9.52 28.0 0.15 16.49 06 06 o o
16EL 24 UNJ 9.62 24.0 0.16 16.49 0.7 0.8 °
16ER 24 UNJ 9.62 24.0 0.18 16.49 0.7 0.8 ° o
16EL 20 UNJ 9.52 20.0 0.21 16.49 08 09 o
16ER 20 UNJ 9.52 200 0.21 16.49 0.8 0.9 ° ° ° °
16EL 18 UNJ 9.52 18.0 0.23 16.49 0.7 0.8 °
16ER 18 UNJ 9.52 18.0 0.23 16.49 0.7 08 o o o
16EL 16 UNJ 9.62 16.0 0.26 16.49 0.9 1.2 °
16ER 16 UNJ 9.52 16.0 0.26 16.49 0.9 1.2 () o ° o
16EL 14 UNJ 9.52 14.0 0.30 16.49 1.1 1.2 .
16ER 14 UNJ 9.52 14.0 0.30 16.49 1.0 1.2 ° ° °
16ER 13 UNJ 9.52 13.0 0.29 16.49 1.1 1.3 °
16EL 12 UNJ 9.52 12.0 0.35 16.49 1.1 1.2 °
16ER 12 UNJ 9.62 12.0 0.35 16.49 1.0 1.2 ° °
16ER 11 UNJ 9.52 11.0 0.38 16.49 1.2 1.5 °
16ER 10 UNJ 9.52 10.0 0.38 16.49 1.1 15 . (]
16ER 9 UNJ 9.62 9.0 0.47 16.49 1.2 1.5 °
16EL 8 UNJ 9.52 8.0 0.48 16.49 1.2 1.6 °
16ER 8 UNJ 9.52 8.0 0.48 16.49 1.2 1.6 [}
* Anvils for laydown inserts, see pages 26-35, 234-237
* For recommended number of passes see pages 81-82
* UNJ MIL-S-8879C 9-1992 class 3A
* Only right-hand inserts are available in grade IC806 and IC1007
e Thread milling application available only for inserts size 06, 08, 11
e For Insert Identification system, see page 24
e For technical information and detailed cutting data, see pages 104-105
() Threads per inch
Tools: C#-SER/L ® SER-D e SER/L * SER/L-JHP e SER/L-JHP-MC
-Ewmsmp




ISCARTHiREAD N

ER/L-UNJ — -llcm
External UNJ Profile Laydown oY} o
Threading Inserts for the Aviation INSL

MIL-S-8879C

and Aerospace Industries

External right-hand shown

THREAD TURNING

5/16 TP
U‘/ AU Dimensions Tough <— Hard
REmax 0.18042TP
REmin 0.15011TPSCREW|

= o © © S
2l g&|8|g|g|¢g

Designation IC TPIO) RE INSL PDY PDX 2| @2 |ee|e

11ER 28 UNJ .250 28.0 .0065 433 .02 02 °

11ER 24 UNJ 250 2.0 0063 433 03 03 .

11ER 20 UNJ .250 20.0 .0075 433 .03 .04 °

11ER 18 UNJ .250 18.0 .0091 433 .03 .04 °

16ER 40 UNJ 375 400 0039 649 02 02 .

16ER 36 UNJ 375 36.0 .0043 .649 .02 .02 °

16ER 32 UNJ 375 320 0051 649 02 02 o | o

16EL 28 UNJ 375 280 0059 649 02 02 .

16ER 28 UNJ 375 28.0 .0059 .649 .02 .02 ° °

16EL 24 UNJ 375 2.0 0063 649 03 03 .

16ER 24 UNJ 375 240 0071 649 03 03 o | o

16EL 20 UNJ 375 20.0 .0083 .649 .03 .04 °

16ER 20 UNJ 375 200 0083 649 03 04 . o | o | o

16EL 18 UNJ 375 18.0 0091 649 03 03 .

16ER 18 UNJ 375 18.0 .0091 .649 .03 .03 ° ° °

16EL 16 UNJ 375 16.0 0102 649 04 05 .

16ER 16 UNJ 375 16.0 0102 649 04 05 . o | o | @

16EL 14 UNJ 375 14.0 .0118 .649 .04 .05 °

16ER 14 UNJ 375 14.0 .0118 .649 .04 .05 o L[] L]

16ER 13 UNJ 375 130 0114 649 04 05 .

16EL 12 UNJ 375 12.0 .0138 .649 .04 .05 °

16ER 12 UNJ 375 12.0 0138 649 04 05 o | o

16ER 11 UNJ 375 1.0 .0150 .649 .05 .06 ()

16ER 10 UNJ 375 10.0 .0150 .649 .04 .06 ° °

16ER 9 UNJ 375 90 0185 649 05 06 .

16EL 8 UNJ :375 8.0 .0189 .649 .05 .06 ]

16ER 8 UNJ 375 8.0 0189 649 05 06 .

* Anvils for laydown inserts, see pages 26-35, 234-237

® For recommended number of passes see pages 81-82

* UNJ MIL-S-8879C 9-1992 class 3A

* Only right-hand inserts are available in grade IC806 and IC1007

¢ Thread milling application available only for inserts size 06, 08, 11

e For Insert Identification system, see page 24

e For technical information and detailed cutting data, see pages 104-105
() Threads per inch

Tools: C#-SER/L e SER-D e SER/L e SER/L-JHP e SER/L-JHP-MC
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ISCARTrHREAD PDX

IR/L-UNJ LFL RE

Internal UNJ Profile Laydown
Threading Inserts for the Aviation

. MIL-S-8879C
and Aerospace Industries

Internal left-hand shown

5/16 TP

i’}/‘ Dimensions Tough <— Hard

2 REmax _0.18042TP

REmin 0.15011TP SCREW

©)
<
Z
o
i
|_
a)
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o
T
|_

16IR 10 UNJ 9.52 10.0 0.14 16.49 11 1.5
16IR/L 8 UNJ 9.52 8.0 0.19 16.49 1.2 1.6

S12(8|=|8]|8

Designation IC TPIO RE INSL PDY PDX 2| 2|e|2|e|e
08IR 20 UNJ 5.00 20.0 0.09 8.24 0.6 0.7 ]
08IR 18 UNJ 5.00 18.0 0.10 8.24 0.6 0.7 °
11IR 40 UNJ 6.35 40.0 0.05 11.00 0.6 0.6 °
11IR 32 UNJ 6.35 32.0 0.04 11.00 0.6 0.6 °
11IRB 32 UNJ 6.35 32.0 0.04 11.00 0.6 0.6 °
11IR 28 UNJ 6.35 28.0 0.05 11.00 0.6 0.6 °
11IRB 28 UNJ 6.35 28.0 0.05 11.00 0.6 0.6 o
11IR 24 UNJ 6.35 24.0 0.05 11.00 0.7 0.8 o o
11IRB 24 UNJ 6.35 24.0 0.05 11.00 0.6 0.6 °
11IR 20 UNJ 6.35 20.0 0.07 11.00 0.8 09 °
11IRB 20 UNJ 6.35 20.0 0.07 11.00 0.8 0.9 °
11IR 18 UNJ 6.35 18.0 0.08 11.00 0.8 0.9 ° °
11IRB 18 UNJ 6.35 18.0 0.08 11.00 0.9 1.0 °
11IR 16 UNJ 6.35 16.0 0.09 11.00 0.8 0.9 o o
11IRB 16 UNJ 6.35 16.0 0.09 11.00 0.8 0.9 °
11IRB 14 UNJ 6.35 14.0 0.10 11.00 0.8 09 °
16IR 32 UNJ 9.52 32.0 0.04 16.49 0.6 0.6 °
16IR 24 UNJ 9.52 24.0 0.05 16.49 0.7 0.8 ° °
16IR 20 UNJ 9.52 20.0 0.07 16.49 0.8 0.8 o
16IR 18 UNJ 9.52 18.0 0.07 16.49 0.7 0.8 ° °
16IL 16 UNJ 9.52 16.0 0.09 16.49 1.0 1.2 °
16IR 16 UNJ 9.52 16.0 0.09 16.49 1.0 1.2 ° ° °
16IR 14 UNJ 9.5 14.0 010 16.49 10 1.1 o | o
16IL 12 UNJ 9.52 12.0 0.12 16.49 1.1 1.0 °
16IR 12 UNJ 9.52 12.0 0.12 16.49 1.1 1.0 ° °

[ )

[ ]

¢ Anvils for laydown inserts, see pages 26-35, 234-237

* For recommended number of passes see pages 81-82

¢ Thread milling application available only for inserts size 06, 08, 11

e For Insert Identification system, see page 24

® For technical information and detailed cutting data, see pages 104-105
() Threads per inch

Tools: AVC-D-SIR/L e C#-SIR/L e MTET Single Point e SIR/L

Member IMC Group
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ISCARTHREAL
IR/L-UNJ
Internal UNJ Profile Laydown

Threading Inserts for the Aviation
and Aerospace Industries

MIL-S-8879C

Internal left-hand shown

5/16 TP
-

oCE Dimensions Tough <— Hard

VA

REmin 0.15011TP SCREW

THREAD TURNING

16IR 10 UNJ 375 10.0 0055 649 04 .06
16IR/L 8 UNJ 375 8.0 .0075 649 .05 .06

© = o © ©

S| 8|8 (8|88
Designation IC TPIO RE INSL PDY PDX ||| |e|e
08IR 20 UNJ 197 20.0 .0035 324 .02 .03 ]
08IR 18 UNJ 197 18,0 0039 324 02 03 .
11IR 40 UNJ .250 40.0 .0020 433 .02 .02 ()
11IR 32 UNJ 250 32.0 .0016 433 .02 .02 °
11IRB 32 UNJ 250 320 0016 433 02 02 .
11IR 28 UNJ 250 28.0 .0020 433 .02 .02 °
11IRB 28 UNJ 250 280 0020 433 02 02 .
11IR 24 UNJ 250 240 0020 433 03 03 o | o
11IRB 24 UNJ .250 24.0 .0020 433 .02 .02 °
11IR 20 UNJ 250 200 0027 433 03 04 .
11IRB 20 UNJ 250 200 0027 433 03 04 .
11IR 18 UNJ 250 18.0 .0031 433 .03 .04 ° °
11IRB 18 UNJ 250 180 0031 433 04 04 .
11IR 16 UNJ 250 16.0 0035 433 03 04 o | o
11IRB 16 UNJ 250 16.0 .0035 433 .03 .04 °
11IRB 14 UNJ 250 140 0039 433 03 04 .
16IR 32 UNJ 375 320 0016 649 02 02 .
16IR 24 UNJ 375 24.0 .0020 .649 .03 .03 () °
16IR 20 UNJ 375 200 0027 649 03 03 .
16IR 18 UNJ 375 18.0 .0027 .649 .03 .03 ° °
16IL 16 UNJ 375 16.0 .0035 .649 .04 .05 °
16IR 16 UNJ 375 16.0 0035 849 04 05 . o | o
16IR 14 UNJ 375 14.0 0039 649 04 04 o | o
16IL 12 UNJ 375 12.0 .0047 .649 .04 .04 °
16IR 12 UNJ 375 120 0047 649 04 04 o | o

[ )
[ ]

* Anvils for laydown inserts, see pages 26-35, 234-237

* For recommended number of passes see pages 81-82

¢ Thread milling application available only for inserts size 06, 08, 11

* For Insert Identification system, see page 24

® For technical information and detailed cutting data, see pages 104-105
() Threads per inch

Tools: AVC-D-SIR/L e C#-SIR/L e MTET Single Point e SIR/L
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H-Griir

GROOVE-TURN LINE
ls N FEREw A B

InRnEALw

UNJ THREADING FLJ
Double-Ended, Precision,
Flat Top Threading Inserts

1

- INSL —»‘

i

PDX

v
60‘5‘? S S > BW
[*RE K !

5/16 TP
a5

AVA/A
REmax 0.18042TP

REmin 0.15011TPSCREW|

Designation TPI RE

FLJ-3020R/L8 8.0 0.48
FLJ-3014R/L12 12.0 0.32
FLJ-3010R/L16 16.0 0.24

Dimensions
[se]
S
PDX BW S INSL ©
249 495 8.74 22.60 .
2.49 4.95 8.74 22.60 °
2.49 4.95 8.74 22.60 °

* DMIN according to related boring bar
¢ internal tolerance: MIL-S-8879C - 3B
e external tolerance: MIL-S-8879C - 3A
() Threads per inch

Tools: FLASR/L e FLSR/L

Designation TPIO) RE

FLJ-3020R/L8 8.0 .0189
FLJ-3014R/L12 120 0126
FLJ-3010R/L16 16.0 .0094

Dimensions
=
[=23
PDX BW S INSL ©
.0980 195 .344 .890 °
0980 195 344 890 .
.0980 195 .344 .890 °

e DMIN according to related boring bar

e internal tolerance: MIL-S-8879C - 3B

® external tolerance: MIL-S-8879C - 3A

() Threads per inch

Tools: A-FLER/L e FLASR/L e FLSR/L e H-FLER

OTCHGriF

GROOVE-TURN LINE

ISCARTrinEAD

UNJ THREADING FLJP
Double-Ended, Precision
Threading Inserts with

a Positive Rake

o ’_7 INSL—»‘
BN

PDX -
N
60 ‘> BW
3 T
RE

1

Right-hand shown

5/16 TP
\/a’%
AAA
/ REmax 0.18042TP
REmin 0.15011TPSCREW

Designation TPIM RE

Dimensions

FLJP-3020R/L8 8.0 0.48
FLJP-3014R/L12 120 0.32
FLJP-3010R/L16 16.0 0.24

(=)
o
(=23
PDX BW S INSL S
2.50 4.95 8.74 22.60 °
2.50 4.95 8.74 22.60 L]
2.50 4.95 8.74 22.60 (]

¢ DMIN according to related boring bar
¢ internal tolerance: MIL-S-8879C - 3B
e external tolerance: MIL-S-8879C - 3A
() Threads per inch

Tools: FLASR/L e FLSR/L

Designation TPI( RE

FLJP-3020R/L8 8.0 0189
FLJP-3014R/L12 12.0 0126
FLJP-3010R/L16 16.0 .0094

Dimensions
[==]
S
PDX BW S INSL ©
0984 195 344 890 .
.0984 195 .344 .890 °
.0984 195 344 .890 °

* DMIN according to related boring bar

¢ internal tolerance: MIL-S-8879C - 3B

e external tolerance: MIL-S-8879C - 3A

() Threads per inch

Tools: A-FLER/L e FLASR/L e FLSR/L e H-FLER

Member IMC Group
L 4 11]
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Q) NOTCHGRIF - NsL =
NS NN A B r
Z  ISCARTHREAD AN |
— ¥ N
Z UNJ THREADING FLJF PDX
Double-Ended, Precision N 1
oC Flat Top Threading Inserts 50 /Wém
E RE Right-hand shown
M E T R | C
D 516TP ) .
<E U‘/ A2 Dimensions
LIJ REmax 0.78042TP
REmin 0.15011TPSCREW|
oC 2
T Designation TPI) RE PDX BW S INSL o
— FLJF-3012R/L14 140 027 358 495 874 22.60 .
FLJF-3010R/L16 16.0 0.24 3.60 4.95 8.74 22.60 .
FLJF-3009R/L18 18.0 0.21 3.60 4.95 8.74 22.60 [}
FLJF-3008R/L20 20.0 0.19 3.60 495 8.74 22.60 .
FLJF-3007R/L24 24.0 0.16 3.60 4.95 8.74 22.60 .
FLJF-3006R/L28 28.0 0.14 3.60 4.95 8.74 22.60 [}
FLJF-3005R/L32 32.0 0.12 3.60 4.95 8.74 22.60 o
* DMIN according to related boring bar
¢ internal tolerance: MIL-S-8879C - 3B
e external tolerance: MIL-S-8879C - 3A
() Threads per inch
Tools: FLASR/L e FLSR/L
| N C H
Dimensions
S
Designation TPIO RE PDX BW S INSL e
FLJF-3012R/L14 14.0 0106 1409 195 344 890 .
FLJF-3010R/L16 16.0 0094 A417 195 344 890 .
FLJF-3009R/L18 18.0 .0083 417 195 344 890 o
FLJF-3008R/L20 20.0 0075 A417 195 344 890 (]
FLJF-3007R/L24 24.0 .0063 A417 195 344 890 .
FLJF-3006R/L28 28.0 .0055 1417 195 .344 890 o
FLJF-3005R/L32 32.0 .0047 A417 195 344 890 [}

DMIN according to related boring bar

internal tolerance: MIL-S-8879C - 3B

external tolerance: MIL-S-8879C - 3A

() Threads per inch

Tools: A-FLER/L e FLASR/L e FLSR/L e H-FLER

206 ISCAR




#;%ﬁ#‘""’ of = INSL— -
ISCARTHREAD RS w!“
UNJ THREADING FLJK
Double-Ended, Precision

Threading Inserts with
a Positive Rake

E
PDX
.

PR
60 Z}ﬁw ‘B‘W

Right-hand shown
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5/16 TP
U‘/ B Dimensions
REmax 0.78042TP
REmin 0.15011 IPSCREW
S
Designation TPIC RE PDX BW S INSL <
FLJK-3012R/L14 14.0 0.27 3.58 4.95 8.74 22.60 o
FLJK-3010R/L16 16.0 0.24 3.60 4.95 8.74 22.60 o
FLJK-3009R/L18 18.0 0.21 3.60 4.95 8.74 22.60 o
FLJK-3008R/L20 20.0 0.19 3.60 4.95 8.74 22.60 o
FLJK-3007R/L24 24.0 0.16 3.60 4.95 8.74 22.60 o
FLJK-3006R/L28 28.0 0.14 3.60 4.95 8.74 22.60 °
FLJK-3005R/L32 32.0 0.12 3.60 4.95 8.74 22.60 °
* DMIN according to related boring bar
¢ internal tolerance: MIL-S-8879C - 3B
® external tolerance: MIL-S-8879C - 3A
() Threads per inch
Tools: FLASR/L e FLSR/L
| N C H
Dimensions
S
Designation TPIC RE PDX BW S INSL ]
FLJK-3012R/L14 14.0 .0106 1409 195 .344 .890 o
FLJK-3010R/L16 16.0 0094 1417 195 .344 890 [
FLJK-3009R/L18 18.0 .0083 1417 195 344 .890 °
FLJK-3008R/L20 20.0 .0075 1417 195 .344 890 o
FLJK-3007R/L24 24.0 .0063 1417 195 .344 .890 °
FLJK-3006R/L28 28.0 .0055 A417 195 344 .890 °
FLJK-3005R/L32 32.0 .0047 1417 195 .344 .890 o

* DMIN according to related boring bar

¢ internal tolerance: MIL-S-8879C - 3B

¢ external tolerance: MIL-S-8879C - 3A

() Threads per inch

Tools: A-FLER/L e FLASR/L e FLSR/L e H-FLER

Member IMC Group




MJ

ISCARTrinicAD

PDX
= RE J
ER-MJ T S i

External MJ ISO 5855 Metric
Full Profile Laydown Threading
Inserts for the Aviation and
Aerospace Industries

4h/6h
1SO 5855

External right-hand shown

©)
<
Z
o
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5/16 TP ;
’U‘/,GO Dimensions Tough <— Hard
REmax_0.18042TP
REmin 0.15011TP SCREW
o (=] ©
0 o o
N (=23 (==}
Designation IC TPO INSL RE PDY PDX |1 e | e
16ER 1.00 MJ 9.62 1.000 16.49 0.17 0.7 0.8 ° °
16ER 1.25 MJ 9.52 1.250 16.49 0.21 0.8 0.8 ° °
16ER 1.50 MJ 9.52 1.500 16.49 0.25 1.0 1.2 . ° °
16ER 2.00 MJ 9.52 2.000 16.49 0.33 1.0 1.2 ° °
* Anvils for laydown inserts, see pages 26-35, 234-237
* For recommended number of passes see pages 81-82
® For Insert Identification system, see page 24
* For technical information and detailed cutting data, see pages 104-105
™) Thread pitch
Tools: C#-SER/L e SER-D e SER/L * SER/L-JHP e SER/L-JHP-MC
| N C H
Dimensions Tough <— Hard
o <o) o
w0 o (=3
N [=23 (==}
Designation IC TP mm( INSL RE PDY PDX 2| e |2
16ER 1.00 MJ 375 1.000 .649 .0067 .03 .03 ° o
16ER 1.25 MJ 375 1.250 .649 .0083 .03 .03 ° o
16ER 1.50 MJ .375 1.500 .649 .0098 .04 .05 ° o °
16ER 2.00 MJ .375 2.000 .649 .0130 04 .05 o [

* Anvils for laydown inserts, see pages 26-35, 234-237

* For recommended number of passes see pages 81-82

® For Insert Identification system, see page 24

* For technical information and detailed cutting data, see pages 104-105
) Thread pitch

Tools: C#-SER/L e SER-D e SER/L * SER/L-JHP e SER/L-JHP-MC

ISCAR




ISCARTrHREAD

IR-MJ

Internal MJ ISO 5855 Metric
Full Profile Laydown Threading
Inserts for the Aviation and
Aerospace Industries

4H/5H
1SO 5855

Internal left-hand shown
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5/16 TP
’U‘/_K_Of_\/ Dimensions Tough <— Hard
}REmax 0.18042TP
REmin 0.15011TP SCREW|
3 8
Designation Ic TPO) INSL RE PDY PDX 3 8
11IR 1.00 MJ 6.35 1.000 11.00 0.05 0.6 0.6 ° °
11IRB 1.00 MJ 6.35 1.000 11.00 0.05 06 06 o
11IR 1.25 MJ 6.35 1.250 11.00 0.07 0.8 0.9 ° °
11IR 1.50 MJ 6.35 1.500 11.00 0.08 0.8 1.0 ° °
11IRB 1.50 MJ 6.35 1.500 11.00 0.08 08 0.9 o
11IR 2.00 MJ 6.35 2.000 11.00 0.12 0.9 1.0 ° °
16IR 1.00 MJ 9.52 1.000 16.49 0.05 1.0 0.7 ° °
16IR 1.25 MJ 9.52 1.250 16.49 0.07 0.8 09 ° °
16IR 1.50 MJ 9.52 1.500 16.49 0.08 1.1 1.2 ° °
e Anvils for laydown inserts, see pages 26-35, 234-237
* For recommended number of passes see pages 81-82
e Thread milling application available only for inserts size 06, 08, 11
e For Insert Identification system, see page 24
e For technical information and detailed cutting data, see pages 104-105
) Thread pitch
Tools: AVC-D-SIR/L e C#-SIR/L ® MTET Single Point e SIR/L
| N C H
Dimensions Tough <— Hard
=3 S
Designation Ic TP mm(") INSL RE PDY PDX 3 3
11IR 1.00 MJ .250 1.000 433 .0020 .02 .02 ° °
11IRB 1.00 MJ .250 1.000 433 .0020 .02 02 o
11IR 1.25 MJ .250 1.250 433 .0027 .03 .04 o [
11IR 1.50 MJ .250 1.500 433 .0031 .03 .04 o [
11IRB 1.50 MJ .250 1.500 433 .0031 .03 .04 o
11IR 2.00 MJ .250 2.000 433 .0047 .04 .04 ° °
16IR 1.00 MJ 375 1.000 649 .0020 .04 .03 o °
16IR 1.25 MJ 375 1.250 649 .0027 .03 04 ° [
16IR 1.50 MJ 375 1.500 649 .0031 .04 .05 o [
* Anvils for laydown inserts, see pages 26-35, 234-237
* For recommended number of passes see pages 81-82
e Thread milling application available only for inserts size 06, 08, 11
* For Insert Identification system, see page 24
e For technical information and detailed cutting data, see pages 104-105
™ Thread pitch
Tools: AVC-D-SIR/L e C#-SIR/L  MTET Single Point e SIR/L
Member IMC Group
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TR Trapez

ISCARTHiREAD

Il

Te

ER/L-TR

External Trapezoid Shaped
DIN 103 Laydown Threading
Inserts for Feed Screws

DIN 103

External right-hand shown

THREAD TURNING

Dimensions Tough <— Hard

2|S|g|s|8
Designation Ic PO INSL PDY PDX 8 |8|& |8 |5
16EL 1.5 TR 952 1.500 16.49 1.0 1.0 °
16ER 1.5 TR 952 1.500 16.49 1.0 1.0 . °
16EL 2 TR 952 2.000 16.49 1.0 1.0 .
16ER 2 TR 952 2.000 16.49 1.0 1.0 . °
16EL 3 TR 952 3.000 16.49 1.4 1.6 °
16ER 3 TR 9.52 3.000 16.49 1.4 1.6 (] . . °
16ER 4 TR 952 4,000 16.49 1.8 19 . °
22EL 4 TR 12.70 4,000 22.00 1.8 1.9 °
22ER 4 TR 12.70 4.000 22.00 18 1.9 ° °
22EL 5 TR 12.70 5.000 22.00 20 2.4 ° °
22ER 5 TR 12.70 5.000 22.00 20 2.4 ° . °
22ER/L 6 TR 12.70 6.000 22.00 20 24 °
22UERL 6 TR 12.70 6.000 22.00 20 11.0 ° . °
22UERL 7 TR 12.70 7.000 22.00 2.3 11.0 .
22UERL 8 TR 12.70 8.000 22.00 23 11.0 .
27EL 6 TR 15.88 6.000 27.50 2.3 26 °
27ER 6 TR 15.88 6.000 27.50 23 26 ° °
27EL 7 TR 15.88 7.000 27.50 22 26 .
27ER 7 TR 15.88 7.000 27.50 23 26 . °
27UERL 8 TR 15.88 8.000 27.50 25 137 . °
27UERL 9 TR 15.88 9.000 27.50 30 137 ° °
27UERL 10 TR (! 15.88 10.000 27.50 32 13.7 . °

e Anvils for laydown inserts, see pages 26-35, 234-237

* For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

e DIN 103 04/1977,1502901/1977 class 7e

e For technical information and detailed cutting data, see pages 104-105
() One cutting edge only

@) Thread pitch

Tools: C#-SER/L e SER-D e SER/L e SER/L-JHP e SER/L-JHP-MC

210 ISCAR




ISCARTFiREAD

ER/L-TR

External Trapezoid Shaped
DIN 103 Laydown Threading
Inserts for Feed Screws

DIN 103

External right-hand shown
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Dimensions Tough «<— Hard
s Z|g8|s|8
Designation Ic TP mme@ INSL PDY PDX S |8|&|38|&
16EL 1.5 TR 375 1.500 .649 .04 .04 °
16ER 1.5 TR 375 1.500 649 .04 04 ° .
16EL 2 TR 375 2.000 .649 .04 .04 °
16ER 2 TR 375 2.000 .649 .04 .04 ° o
16EL 3 TR 375 3.000 .649 .06 .06 [
16ER 3 TR 375 3.000 .649 .06 .06 ° o ° °
16ER 4 TR 375 4.000 .649 .07 .07 ° o
22EL 4 TR 500 4,000 .866 .07 .07 °
22ER 4 TR 500 4.000 .866 .07 .07 ° °
22EL 5 TR 500 5.000 .866 .08 .09 ° o
22ER 5 TR 500 5.000 .866 .08 .09 o o o
22ER/L 6 TR 500 6.000 .866 .08 .09 °
22UERL 6 TR 500 6.000 .866 .08 43 . o o
22UERL 7 TR 500 7.000 .866 .09 43 [
22UERL 8 TR 500 8.000 .866 .09 43 °
27EL 6 TR 625 6.000 1.083 .09 10 °
27ER 6 TR 625 6.000 1.083 .09 10 o o
27EL 7 TR 625 7.000 1.083 .09 10 [}
27ER 7 TR 625 7.000 1.083 .09 10 o o
27UERL 8 TR 625 8.000 1.083 .10 A1 ° °
27UERL 9 TR 625 9.000 1.083 12 54 ° °
27UERL 10 TR (" 625 10.000 1.083 13 54 . °
* Anvils for laydown inserts, see pages 26-35, 234-237
* For recommended number of passes see pages 81-82
e For Insert Identification system, see page 24
e DIN 103 04/1977,1502901/1977 class 7e
* For technical information and detailed cutting data, see pages 104-105
() One cutting edge only
@ Thread pitch
Tools: C#-SER/L e SER-D e SER/L * SER/L-JHP e SER/L-JHP-MC
-Emmmp




ISCARTHREAD

IR/L-TR

Internal Trapezoid Shaped
DIN 103 Laydown Threading
Inserts for Feed Screws

DIN 103

Internal left-hand shown

THREAD TURNING

Dimensions Tough <— Hard

8|1 2|3|8
Designation Ic PO INSL PDY PDX S| 8|8 |8
08IR 1.5 TR (1 5.00 1.500 8.24 0.60 0.6 .
O8UIRL 2 TR 5.00 2.000 8.24 0.90 40 .
16IR 1.5 TR 952 1,500 16.49 1.00 1.0 ° °
16IL 2 TR 952 2.000 16.49 1.00 13 ° °
16IR 2 TR 952 2.000 16.49 1.00 1.1 ° °
16IL 3 TR 952 3.000 16.49 1.30 15 °
16IR 3 TR 952 3,000 16.49 1.30 15 ° °
22IL 4 TR 12.70 4,000 22.00 1.90 20 °
22IR 4 TR 12.70 4,000 22.00 1.90 20 ° °
22IL 5 TR 12.70 5000 22.00 2.00 23 °
22IR 5 TR 12.70 5,000 22.00 2.00 23 ° °
22IL 6 TR 12.70 6.000 22.00 2.00 23 °
22IR 6 TR 12.70 6.000 22.00 2.00 22 . ° .
22UIRL 6 TR 12.70 6.000 22.00 2.00 11.0 ° °
22UIRL 7 TR 12.70 7.000 22.00 2.30 11.0 °
27IL 6 TR 15.88 6.000 27.50 2.30 2.7 °
27IR 6 TR 15.88 6.000 27.50 2.30 26 ° °
27IR7 TR 15.88 7.000 27.50 2.20 26 °
27UIRL 8 TR 15.88 8.000 27.50 2.50 13.7 ° ° °
27UIRL 9 TR 15.88 9.000 27.50 3.00 13.7 ° °
27UIRL 10 TR 15.88 10.000 27.50 3.20 25 °

e Anvils for laydown inserts, see pages 26-35, 234-237

* For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

® Tolerance: class 7H

* For technical information and detailed cutting data, see pages 104-105
M A single threading corner

@ Thread pitch

Tools: AVC-D-SIR/L e C#-SIR/L ® MTET Single Point e SIR/L
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ISCARTrHREAD

IR/L-TR

Internal Trapezoid Shaped
DIN 103 Laydown Threading
Inserts for Feed Screws

DIN 103

Internal left-hand shown
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Dimensions Tough <— Hard
2|88

Designation Ic TP mm® INSL PDY PDX S| 8|8 |3
08IR 1.5 TR () 197 1.500 324 0236 02 °
O8UIRL 2 TR 197 2.000 324 .0354 .16 °
16IR 1.5 TR 375 1.500 649 .0394 .04 o o
16IL 2 TR 375 2.000 649 .039%4 .05 o .
16IR 2 TR 375 2.000 649 .0394 .04 ° °
16IL 3 TR 375 3.000 649 .0612 .06 o
16IR 3 TR 375 3.000 649 0512 .06 . o
22IL 4 TR .500 4.000 .866 .0748 .08 °
22IR 4 TR .500 4,000 .866 0748 .08 [ o
22IL5 TR .500 5.000 .866 0787 .09 o
22IR5 TR .500 5.000 .866 .0787 .09 ° °
22IL 6 TR .500 6.000 .866 .0787 .09 o
22IR 6 TR .500 6.000 .866 0787 .09 o o o
22UIRL 6 TR .500 6.000 .866 .0787 43 ° °
22UIRL 7 TR .500 7.000 .866 .0906 43 o
27IL6 TR 625 6.000 1.083 .0906 Bhl °
27IR 6 TR .625 6.000 1.083 .0906 .10 ° °
27IR7 TR .625 7.000 1.083 .0866 .10 °
27UIRL 8 TR 625 8.000 1.083 .0984 .10 o ° °
27UIRL 9 TR .625 9.000 1.083 1181 54 ° °
27UIRL 10 TR 625 10.000 1.083 11260 10 °

* Anvils for laydown inserts, see pages 26-35, 234-237

e For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

* Tolerance: class 7H

e For technical information and detailed cutting data, see pages 104-105

) A single threading corner

(2 Thread pitch

Tools: AVC-D-SIR/L e C#-SIR/L  MTET Single Point e SIR/L

-Emmmp
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PG (Panzergewinde)

ISCARTHiREAD

ER-PG
External Threading Inserts
for the Electric Industry

[0
Standard PG
DIN 40430

External right-hand shown

Dimensions

Designation IC TPIM INSL

Tough «<— Hard

16ER 20 PG 9.52 20.0 16.49
16ER 18 PG 9.52 18.0 16.49

16ER 16 PG 9.52 16.0 16.49

= S
PDY PDX RE o o
0.7 0.8 0.13 °
0.8 0.9 0.15 ° [
0.8 1.0 017 °

e For Insert Identification system, see page 24
() Threads per inch
Tools: C#-SER/L ® SER-D e SER/L e SER/L-JHP e SER/L-JHP-MC

Dimensions

Designation TPIO RE

08IR 20 PG 5 20.0 .0055
11IR 18 PG d 18.0 .0059
16IR 18 PG ; 18.0 .0059
16IR 16 PG ; 16.0 .0067

(=) (=]

N o

N [=23

INSL PDY PDX S ©
324 02 .03 °

433 .03 .04 )

649 .03 .04 o

.649 .03 .04 °

e For Insert Identification system, see page 24
() Threads per inch
Tools: C#-SER/L e SER-D e SER/L e SER/L-JHP e SER/L-JHP-MC

ISCARTHiREAD

IR/L-PG
Internal Thread Profile Inserts
for the Electric Industry

Standard PG
DIN 40430

Internal left-hand shown

Dimensions

Designation IC TPIO RE

Tough «<— Hard

08IR 20 PG 5.00 20.0 0.14
11IR 18 PG 6.35 18.0 0.15
16IR 18 PG 9.52 18.0 0.15
16IR 16 PG 9.52 16.0 0.17

[==) [==]
N o
N (=23
INSL PDY PDX © ©
8.24 0.6 0.7 °
11.00 0.8 09 o
16.49 0.8 0.9 )
16.49 0.7 09 )

e For Insert Identification system, see page 24
() Threads per inch
Tools: AVC-D-SIR/L e C#-SIR/L ® MTET Single Point e SIR/L

Dimensions

Designation IC TPIO RE

08IR 20 PG 197 20.0 .0055
11IR 18 PG .250 18.0 .0059
16IR 18 PG 375 18.0 .0059
16IR 16 PG 375 16.0 .0067

[==) (=]

N o

N (=23

INSL PDY PDX © ©
324 02 .03 (]

433 .03 .04 °

.649 .03 .04 °

.649 .03 .04 )

e For Insert Identification system, see page 24
() Threads per inch
Tools: AVC-D-SIR/L e C#-SIR/L ® MTET Single Point e SIR/L

ISCAR



SAGE (Sagengenwide) Metric Buttress DIN 513

ISCARTHiREAD
ER/L-SAGE

External Buttress Thread
(DIN 513) for High Force in
One Direction Applications

DIN 513 (18283)

External right-hand shown
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Dimensions Tough «<— Hard

3 S
Designation Ic INSL TP@ PDY PDX 3] 3
16ER/L 2 SAGE 9.52 16.49 2,000 1.1 1.6 °
22ER 3 SAGE 12.70 22.00 3.000 15 24 °
22EL 4 SAGE 12.70 22.00 4,000 1.9 31 °
22ER 4 SAGE 12.70 22.00 4,000 1.9 3.1 °
22UER 5 SAGE (V) 12.70 22,00 5,000 1.2 11.6 .
22UER/L 6 SAGE (1) 12.70 22,00 6.000 1.2 1.7 °

e Anvils for laydown inserts, see pages 26-35, 234-237

® For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

* For technical information and detailed cutting data, see pages 104-105
() Requires special anvil

@) Thread pitch

Tools: C#-SER/L e SER-D e SER/L * SER/L-JHP e SER/L-JHP-MC

Dimensions Tough «<— Hard

3 S
Designation Ic INSL TP mm® PDY PDX 2] 3
16ER/L 2 SAGE 375 649 2.000 04 06 °
22ER 3 SAGE 500 866 3.000 06 .09 °
22EL 4 SAGE 500 866 4.000 07 12 °
22ER 4 SAGE 500 866 4.000 07 12 .
22UER 5 SAGE (" 500 866 5,000 05 46 )
22UER/L 6 SAGE (V) 500 866 6.000 05 46 °

e Anvils for laydown inserts, see pages 26-35, 234-237

e For recommended number of passes see pages 81-82

e For Insert Identification system, see page

e For technical information and detailed cutting data, see pages 104-105
() Requires special anvil

(2 Thread pitch

Tools: C#-SER/L ® SER-D ¢ SER/L e SER/L-JHP e SER/L-JHP-MC

Member IMC Group
"
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ISCARTHREAD

IR/L-SAGE

Internal Sagengenwinde
(DIN 513) Thread Application
for High Force in One
Direction Application

DIN 513 (1&283)

Internal left-hand shown

THREAD TURNING

Dimensions
©
S
Designation IC TP@ INSL PDY PDX e
16IR/L 2 SAGE 9.52 2.000 16.49 1.2 1.7 .
22IR 3 SAGE 12.70 3.000 22.00 1.9 2.9 °
22IR 4 SAGE 12.70 4.000 22.00 2.2 3.3 °
22UIR 5 SAGE 12.70 5.000 22.00 1.9 11.7 °
22UIR 6 SAGE () 12.70 6.000 22.00 2.1 11.9 °
e Anvils for laydown inserts, see pages 26-35, 234-237
* For recommended number of passes see pages 81-82
e For Insert Identification system, see page 24
e For technical information and detailed cutting data, see pages 104-105
() Requires special anvil
@ Thread pitch
Tools: AVC-D-SIR/L e C#-SIR/L  SIR/L
| )| (o H
Dimensions
3
Designation IC TP mm@ INSL PDY PDX S
16IR/L 2 SAGE 375 2.000 .649 .05 .07 °
22IR 3 SAGE 500 3.000 866 .07 A1 .
22IR 4 SAGE .500 4.000 .866 .09 13 °
22UIR 5 SAGE 500 5.000 866 07 46 .
22UIR 6 SAGE () 500 6.000 866 .08 47 .

e Anvils for laydown inserts, see pages 26-35, 234-237

® For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

* For technical information and detailed cutting data, see pages 104-105
() Requires special anvil

@ Thread pitch

Tools: AVC-D-SIR/L e C#-SIR/L * SIR/L

216 ISCAR




ABUT (American Buttress)

ISCARTHiREAD
ER/L-ABUT

External American Buttress
Laydown Threading Inserts
for High Force Transmission
in One Direction

Class 2A

ANSI/ASME B1.9

External right-hand shown
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Dimensions Tough <— Hard

23 S
Designation Ic TPIO) RE INSL PDY PDX 3] 3
16ER 20 ABUT 9.52 20.0 0.07 16.49 1.0 13 °
16EL 16 ABUT 9.52 16.0 0.09 16.49 1.1 1.5 °
16ER 16 ABUT 952 160 009 16.49 14 15 . .
16EL 12 ABUT 9.52 12.0 0.12 16.49 14 2.0 ]
16ER 12 ABUT 9.52 12.0 0.12 16.49 1.4 2.0 () 3
16ER/L 10 ABUT 9.52 10.0 0.15 16.49 1.5 2.3 L]
22ER 8 ABUT 12.70 8.0 0.18 22.00 2.1 3 (] L]
22ER 6 ABUT 12.70 6.0 0.25 22.00 2.1 3.4 ()
22UER 4 ABUT 12.70 4.0 0.41 22.00 23 9.5 (] o
27UEL 3 ABUT 16,88 30 045 2750 26 123 o
27UER 3 ABUT 15.88 3.0 0.45 27.50 2.6 12.3 ° °

* Anvils for laydown inserts, see pages 26-35, 234-237

* For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

e ANSI B1.9-1973 class 2

* For technical information and detailed cutting data, see pages 104-105
() Threads per inch

Tools: C#-SER/L e SER-D e SER/L ¢ SER/L-JHP e SER/L-JHP-MC

Dimensions Tough <— Hard
2 8

Designation Ic TPI) RE INSL PDY PDX 3] 3
16ER 20 ABUT .375 20.0 0027 .649 .04 .05 °
16EL 16 ABUT 375 16.0 .0035 649 .04 .06 o
16ER 16 ABUT 375 16.0 .0035 .649 .04 06 ° °
16EL 12 ABUT 375 12.0 .0047 649 .06 .08 °
16ER 12 ABUT 375 12.0 0047 649 .06 08 (] .
16ER/L 10 ABUT 375 10.0 .0059 649 .06 .09 °
22ER 8 ABUT .500 8.0 .0071 .866 .08 13 o °
22ER 6 ABUT 500 6.0 .0098 .866 .08 13 °
22UER 4 ABUT .500 4.0 0161 866 .09 37 . .
27UEL 3 ABUT 625 3.0 0177 1.083 .10 48 °
27UER 3 ABUT .625 3.0 0177 1.083 .10 48 ° °

* Anvils for laydown inserts, see pages 26-35, 234-237

e For recommended number of passes see pages 81-82

* For Insert Identification system, see page 24

e ANSI B1.9-1973 class 2

* For technical information and detailed cutting data, see pages 104-105

() Threads per inch

Tools: C#-SER/L e SER-D e SER/L e SER/L-JHP e SER/L-JHP-MC

-Eb C Group




ISCARTHREAD

IR/L-ABUT

Internal American Buttress
Laydown Threading Inserts
for High Force Transmission
in One Direction

Class 2B
ANSI/ASME B1.9

Internal left-hand shown

THREAD TURNING

Dimensions Tough <— Hard
=32
Designation Ic TPIO RE INSL PDY PDX 8|8 |3
11IR 20 ABUT 635 200 007 11.00 09 12 .
11IL 16 ABUT 6.35 16.0 0.09 11.00 1.0 15 °
11IR 16 ABUT 6.35 16.0 0.09 11.00 1.0 15 °
16IR 20 ABUT 9.52 20.0 0.07 16.49 1.0 1.3 (] (]
16IR/L 16 ABUT 952 16.0 009 16.49 10 15 .
16IL 12 ABUT 9.52 12.0 0.12 16.49 14 2.0 °
16IR 12 ABUT 9.52 12.0 0.12 16.49 14 2.0 L[] (]
16IL 10 ABUT 9.52 10.0 0.15 16.49 15 248 )
16IR 10 ABUT 9.52 10.0 0.15 16.49 15 2.3 3 °
22IR 8 ABUT 12,70 80 018 22,00 22 33 .
22IR 6 ABUT 12.70 60 025 22,00 22 34 .
22UIR 4 ABUT 12.70 4.0 0.41 22.00 2.3 95 ° ) °
27VIR 3 ABUT 15.88 3.0 0.60 27.50 3.1 1.7 °

* Anvils for laydown inserts, see pages 26-35, 234-237

e For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

* ANSI B1.9-1973 class 2

* For technical information and detailed cutting data, see pages 104-105
() Threads per inch

Tools: AVC-D-SIR/L e C#-SIR/L e MTET Single Point e SIR/L

Dimensions Tough <— Hard
=2 8| &
Designation Ic TPIO RE INSL PDY PDX 8|38 |3
11IR 20 ABUT .250 20.0 .0027 433 .04 .05 °
11IL 16 ABUT 250 160 0035 433 04 06 o
11IR 16 ABUT .250 16.0 .0035 433 .04 .06 °
16IR 20 ABUT 375 20.0 .0027 .649 .04 .05 ° °
16IR/L 16 ABUT 375 160 0035 649 04 06 .
16IL 12 ABUT 375 12.0 .0047 .649 .06 .08 °
16IR 12 ABUT 375 120 0047 649 06 08 o | o
16IL 10 ABUT 375 100 0059 649 06 09 .
16IR 10 ABUT 375 10.0 .0059 .649 .06 .09 ) °
22IR 8 ABUT 500 8.0 .0071 .866 .09 13 ()
22IR 6 ABUT 500 60 0098 866 09 13 o
22UIR 4 ABUT .500 4.0 .0161 .866 .09 37 [ ° °
27UIR 3 ABUT 625 30 0236 1083 12 46 o

* Anvils for laydown inserts, see pages 26-35, 234-237

e For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

e ANSI B1.9-1973 class 2

e For technical information and detailed cutting data, see pages 104-105
() Threads per inch

Tools: AVC-D-SIR/L e C#-SIR/L  MTET Single Point e SIR/L

218 ISCAR




GROOVE-TURN LINE - ¥ rleSL e o
ISCARTHiR=AD s @ YJl
AMERICAN STANDARD L

BUTTRESS THREADING 3

FLTB-A i Bl

Double-Ended, Precision, Flat #E&j _

Top Threading Inserts for 7° Lead RE Right-hand shown

Dimensions

Designation TPIN® TPIX@ RE PDX BW S INSL
FLTB-4R/LA 4.00 6.00 0.20 5.20 6.48 11.51 28.45
FLTB-3R/LA 8.00 16.00 0.13 4.20 4.95 8.74 22.60
FLTB-2R/LA 16.00 20.00 0.05 3.20 3.81 5.56 12.95

¢ internal tolerance: ANSI/ASME B1.9 - class 2B e external tolerance: ANSI/ASME B1.9 - class 2A

e For user guide, see page 84

* DMIN according to related boring bar

) TPI min.

@) TPI max.

Tools: FLASR/L e FLSR/L

©)
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e o ¢||C908

==}

(=3

Designation TPIN® TPIX@ RE PDX BW S INSL 3
FLTB-4R/LA 4.00 6.00 0079 2047 255 453 1.120 .
8.00 16.00 0051 1654 195 344 890 .

16.00 20.00 0020 1260 150 219 514 °

¢ internal tolerance: ANSI/ASME B1.9 - class 2B e external tolerance: ANSI/ASME B1.9 - class 2A
* For user guide, see page

¢ DMIN according to related boring bar

) TPI min.

@) TPI max.

Tools: A-FLER/L e FLASR/L e FLSR/L e H-FLER

NOTCH G-

GROOVE-TURN LINE ~ INSL—> |
ISCARTriREAD I m { J ‘
AMERICAN STANDARD PDX

BUTTRESS THREADING
FLTB-B

Double-Ended, Precision, Flat Top
Threading Inserts for 45° Lead

Left-hand shown

Dimensions

Designation TPIN® TPIX@ RE PDX BW S INSL
FLTB-4R/LB 4.00 6.00 0.20 040 6.48 11.51 28.45
FLTB-3R/LB 8.00 16.00 013 0.30 4.95 8.74 22.60
FLTB-2R/LB 16.00 20.00 0.05 0.30 3.81 5.56 12.95

¢ internal tolerance: ANSI/ASME B1.9 - class 2B e external tolerance: ANSI/ASME B1.9 - class 2A
e For user guide, see page 84

¢ DMIN according to related boring bar

) TP min.

@) TPI max.

Tools: FLASR/L e FLSR/L

e o o ||CI08

Dimensions

Designation TPIN® TPIX®@ RE PDX BW S INSL

400 6.00 0079 0157 255 483 1.120
FLTB-3R/LB 8.00 16.00 .0051 0118 195 .344 .890

16.00 20.00 0020 0118 150 219 514

¢ internal tolerance: ANSI/ASME B1.9 - class 2B e external tolerance: ANSI/ASME B1.9 - class 2A

* For user guide, see page 84

e DMIN according to related boring bar

) TPI min.

@) TP max.
Tools: A-FLER/L e FLASR/L e FLSR/L * H-FLER

e o o (|C908

Member IMC Group
L 4 11]




API RD (API ROUND)

ISCARTHiREAD —

B i
Standard API RD
API Spec STD 5B

External right-hand shown

ER/L-API RD
External API - Oil Thread Round
Profile Laydown Threading Inserts

THREAD TURNING

Dimensions Tough «<— Hard

2 S
Designation IC TPI® RE INSL IPF PDY PDX CICT® ] 2
16ER 10 API RD 9.52 10.0 0.36 16.49 0.75 1.2 15 1 ° °
16EL 8 API RD 9.52 80 0.43 16.49 0.75 1.4 1.6 1 °
16ER 8 API RD 952 80 043 16.49 0.75 1.4 1.6 1 ° °
22ER 10 API RD 2M (1) 12,70 10.0 0.36 22.00 0.75 2.4 37 2 °
27ER 8 API RD 2M (1) 15.88 8.0 0.43 27,50 0.75 3.0 45 2 °

e Anvils for laydown inserts, see pages 26-35, 234-237

® For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

e API Spec 5B8-1996

e For technical information and detailed cutting data, see pages 104-105
() Multi-tooth

2 Threads per inch

() Number of teeth per corner

Tools: C#-SER/L ® SER-D e SER/L e SER/L-JHP e SER/L-JHP-MC

Dimensions Tough «<— Hard
3 =3
N [=23
Designation Ic TPI® RE INSL IPF PDY PDX CICT® ] 2
16ER 10 API RD 375 10.0 0142 649 0.75 05 06 1 ° °
16EL 8 APl RD 375 80 0169 649 0.75 .06 06 1 )
16ER 8 API RD 375 80 0169 649 0.75 .06 .06 1 ° °
22ER 10 API RD 2M (1) 500 10.0 0142 866 0.75 .09 15 2 °
27ER 8 API RD 2M () 625 8.0 0169 1.083 0.75 12 18 2 °

e Anvils for laydown inserts, see pages 26-35, 234-237

e For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

* API Spec 5B8-1996

e For technical information and detailed cutting data, see pages 104-105
) Multi-tooth

(2 Threads per inch

() Number of teeth per corner

Tools: C#-SER/L ® SER-D ¢ SER/L e SER/L-JHP e SER/L-JHP-MC
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ISCARTrHREAD

IR/L-API RD
Internal API - Oil Thread Round
Profile Laydown Threading Inserts

Standard APl RD
API Spec STD 5B

Internal left-hand shown
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Dimensions Tough <— Hard

3 3
Designation Ic TPI@ RE INSL IPF PDY PDX cicT® 3 3
16IL 10 API RD 952 10.0 036 16.49 075 13 15 1 °
16IR 10 API RD 952 10.0 036 16.49 075 13 15 1 . °
16IL 8 API RD 9.52 8.0 043 16.49 075 1.4 15 1 °
16IR 8 API RD 952 80 043 16.49 075 1.1 15 1 ° °
22IR 10 API RD 2M (1) 12.70 10.0 0.37 22,00 0.75 23 37 2 .
27IR 8 API RD 2M () 15.88 8.0 0.43 27.50 0.75 30 45 2 °

e Anvils for laydown inserts, see pages 26-35, 234-237

* For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

* API Spec 5B8-1996

® For technical information and detailed cutting data, see pages 104-105
() Multi-tooth

(@ Threads per inch

() Number of teeth per corner

Tools: AVC-D-SIR/L e C#-SIR/L  SIR/L

Dimensions Tough «<— Hard
3 3

Designation Ic TPI® RE INSL IPF PDY PDX cet® | 8 3
16IL 10 API RD 375 10.0 .0142 649 0.75 .05 .06 1 o
16IR 10 API RD 375 10.0 .0142 649 0.75 .05 .06 1 ° °
16IL 8 API RD 375 8.0 .0169 649 0.75 .04 .06 1 °
16IR 8 APl RD 375 8.0 .0169 649 0.75 .04 .06 1 [ o
22IR 10 API RD 2M (" 500 10.0 0146 866 075 .09 15 2 .
27IR 8 API RD 2M () 825 8.0 0169 1.083 075 12 18 2 °

* Anvils for laydown inserts, see pages 26-35, 234-237

e For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

* API Spec 5B8-1996

* For technical information and detailed cutting data, see pages 104-105

) Multi-tooth

(@ Threads per inch

(3 Number of teeth per corner

Tools: AVC-D-SIR/L e C#-SIR/L e SIR/L

P
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H-Grir

GROOVE-TURN LINE

ISCARTHREAD

API ROUND THREADING
FLDC-RD-75
Double-Ended, Precision,

Flat Top Threading Inserts

PEX o —
ool IININR e

Right-hand shown

Designation TPIN IPF

Dimensions

FLDC-3-8RDR/L75 8.0 3/4
FLDC-3-10RDR/L75 10.0 3/4

[<e]
[=]
PDX BW ) INSL 3
5.00 3.18 8.74 22.60 L]
5.00 3.18 8.74 22.60 °

e API Spec STD 5B - internal & external tolerance: Standard API RD
¢ DMIN according to related boring bar

() Threads per inch

Tools: FLASR/L e FLSR/L

Designation TPIO IPF

Dimensions

FLDC-3-8RDR/L75 8.0 3/4
FLDC-3-10RDR/L75 10.0 3/4

[)
[=]
PDX BW s INSL 3
1969 125 344 .890 °
1969 125 344 .890 °

e API Spec STD 5B - internal & external tolerance: Standard APl RD
* DMIN according to related boring bar

() Threads per inch

Tools: A-FLER/L e FLASR/L e FLSR/L e H-FLER

H-GRi~

GROOVE-TURN LINE

ISCARTHiREAD

APl ROUND THREADING
FLDC-RD-75-CB
Double-Ended, Precision,
Threading Inserts with

a Chipbreaker

Tr— INSL—» N\‘\‘E :-\A~

o ¥
60°7 —
reo}S NS

W
g

Right-hand shown

Designation TPIM IPF

Dimensions

1C908

PDX BW S INSL

FLDC-3-8RDR/L75-CB 8.0 3/4

4.95 3.18 8.74 25615

* API Spec STD 5B - internal & external tolerance: Standard API RD
e DMIN according to related boring bar

() Threads per inch

Tools: FLASR/L e FLSR/L

Designation TPIO IPF

Dimensions

1C908

PDX BW S INSL

FLDC-3-8RDR/L75-CB 8.0 3/4

1950 125 344 .990

¢ DMIN according to related boring bar

e APl Spec STD 5B - internal & external tolerance: Standard API RD
() Threads per inch

Tools: A-FLER/L e FLASR/L e FLSR/L e H-FLER

ISCAR
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H-Girir

GROOVE-TURN LINE

ISCARTHREAD

APl ROUND THREADING
FLDC-RD-75M
Double-Ended Precision, Flat Top
Multi-Tooth Threading Inserts

Y &

Left-hand shown

Designation TPIM IPF

Dimensions

FLDC-6-8RDR75 8.0 3/4
FLDC-6-10RDR75 10.0 3/4

[<e]
o
PDX BW S INSL 3
1.80 9.73 11.51 28.45 L]
3.40 9.73 11.51 28.45 °

* API Spec STD 5B - internal & external tolerance: Standard APl RD
¢ DMIN according to related boring bar
() Threads per inch

Designation TPIO IPF

Dimensions

FLDC-6-8RDR75 8.0 3/4
FLDC-6-10RDR75 10.0 3/4

[=e]
o
PDX BW s INSL 3
.0709 .383 453 1.120 °
1339 .383 453 1.120 )

* API Spec STD 5B - internal & external tolerance: Standard APl RD
* DMIN according to related boring bar

() Threads per inch

Tools: FLSR/L

Member IMC Group
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API

ISCARTrHiREAD
ER/L-API
External API - Oil Thread Profile
N API Spec7
Laydown Threading Inserts
API Spec7

External right-hand shown

M E T R I C

THREAD TURNING

Dimensions Tough «<— Hard

g | g
Designation IC RE INSL TPI® IPF PDX PDY Size® ] 2
22ER 5 API 403 (1) 12.70 0.49 22,00 5.0 3 1.7 25 2.375"-4.5'REG . .
27ER 5 API 403 15.88 0.49 27.50 50 3 25 1.8 2.375"-4.5'REG °
27ER 4 API 503 15.88 0.64 27.50 20 3 3.1 20 5-1/2,7-5/8,8-5/8REG °
27EL 4 API 502 (@ 15.88 0.64 27.50 40 2 3.0 2.0 6-5/8" REG .
27ER 4 API 502 @ 15.88 0.64 27.50 40 2 3.0 20 6-5/8" REG . °
27ER 4 API 382 @ 15.88 0.97 2750 40 2 2.9 2.1 NC23-NC50 . .
27ER 4 API 383 @ 15.88 097 27,50 40 3 29 22 NC56-NC77 °

* Anvils for laydown inserts, see pages 26-35, 234-237

® For recommended number of passes see pages 81-82

o For Insert Identification system, see page 24

e For technical information and detailed cutting data, see pages 104-105
1 V-0.040

v-0.050

©)V-0.038R

) Threads per inch

5) Connection no. or size

Tools: C#-SER/L ® SER-D e SER/L

Dimensions Tough «<— Hard

g2 | 2
Designation IC RE INSL TPI® IPF PDX PDY Size® ] ]
22ER 5 API 403 (1) 500 0193 866 50 3 07 10 2.375"-4.5"REG . °
27ER 5 API 403 625 0193 1.083 5.0 8 10 07 2.375"-4.5"REG °
27ER 4 API 503 @ 625 0252 1.083 2.0 3 12 08 5-1/2,7-5/8,8-5/8REG °
27EL 4 API 502 (@ 625 0252 1.083 40 2 12 08 6-5/8" REG °
27ER 4 API 502 @ 625 0252 1.083 40 2 12 .08 6-5/8" REG . )
27ER 4 API 382 @@ 625 0382 1.083 40 2 Bl 08 NC23-NC50 ° .
27ER 4 API 383 @ 625 0382 1.083 40 3 A1 .09 NC56-NC77 °

Anvils for laydown inserts, see pages 26-35, 234-237

For recommended number of passes see pages 81-82

For Insert Identification system, see page 24

For technical information and detailed cutting data, see pages 104-105
M v-0.040

) v-0.050

(3 Vv-0.038R

(4) Threads per inch

8) Connection no. or size

Tools: C#-SER/L ® SER-D e SER/L
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ISCARTrHREAD

IR/L-API
Internal API - Oil Thread Profile

Laydown Threading Inserts

API Spec7
API Spec7

Internal left-hand shown
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[ Dimensions Tough <— Hard

Aol el T2

23 S
Designation IC INSL TPI4 RE PDY PDX Size® 3] 3
22IR 5 API 403 (1) 12.70 22,00 50 051 1.9 24 2.375"-45"REG ° °
27IR 5 API 403 15.88 27.50 5.0 051 1.9 24 2.375"-4.5"REG .
27IR 4 API 503 @ 15.88 27.50 40 0.64 2.1 30 5-1/2,7-5/8,8-5/8REG .
27IR/L 4 APl 502 (2 15.88 27.50 40 0.64 20 30 6-5/8" REG °
27IR 4 API 383 (3 15.88 27.50 4.0 0.97 2.1 29 NC56-NC77 °
27IR 4 API 382 (@ 15.88 27,50 40 097 2.1 30 NC23-NC50 ° °

e Anvils for laydown inserts, see pages 26-35, 234-237
* For recommended number of passes see pages 81-82
* For Insert Identification system, see page 24

* 0.050, API Spec 74-1994

® For technical information and detailed cutting data, see pages 104-105
v-0.040

) v-0.050

(3 Vv-0.038R

(4) Threads per inch

8) Connection no. or size

Tools: AVC-D-SIR/L e C#-SIR/L  SIR/L

Dimensions Tough «<— Hard
2 8

Designation Ic INSL TPI) RE PDY PDX Size® ) 3
22IR 5 API 403 500 .866 5.0 .0201 .07 .09 2.375"-4.5"REG o °
27IR 5 API 403 625 1.083 5.0 .0201 07 .09 2.375"-4.5"REG o
27IR 4 API 503 625 1.083 4.0 .0252 .08 12 5-1/2,7-5/8,8-5/8REG o
27IR/L 4 API 502 625 1.083 4.0 .0252 .08 12 6-5/8" REG o
27IR 4 API 383 625 1.083 4.0 .0382 .08 A1 NC56-NC77 °
27IR 4 API 382 625 1.083 4.0 .0382 .08 A2 NC23-NC50 [ o

* Anvils for laydown inserts, see pages 26-35, 234-237

® For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

* 0.050, API Spec 74-1994

* For technical information and detailed cutting data, see pages 104-105

() Threads per inch

(2 Connection no. or size

Tools: AVC-D-SIR/L e C#-SIR/L  SIR/L

Member IMC Group
r r |




THREAD TURNING

226

Py VY

H-Griir

GROOVE-TURN LINE

ISCARTrHREAD

API PARTIAL PROFILE
THREADING FLD
Double-Ended, Precision,

Flat Top Partial Profile
Threading Inserts

Designation

FLD-4050R/L
FLD-3038R/L
FLD-4038R/L
FLD-3040R/L
FLD-4040R/L

e API Spec7 - internal & external tolerance: APl Spec 7

* DMIN according to related boring bar

() Threads per inch
Tools: FLASR/L e FLSR/L

Designation

FLD-4050R/L
FLD-3038R/L
FLD-4038R/L
FLD-3040R/L
FLD-4040R/L

Dimensions

(==}

o

(=23

TPIM RE PDX BW S INSL ©
4.0 0.51 3.25 6.48 11.51 28.45 .
4.0 0.84 2.08 4.95 8.74 22.60 .
40 0.84 3.25 6.48 11.51 28.45 .
5.0 0.38 2.08 4.95 8.74 22.60 o
5.0 0.38 3.25 6.48 11.51 28.45 .

| N C H
Dimensions

(=)
o
(=23
TPIM RE PDX BW S INSL S
4.0 0201 1280 255 453 1.120 .
40 .0331 0819 195 344 .890 o
4.0 0331 1280 255 453 1.120 .
50 0150 0819 195 344 890 .
5.0 0150 1280 255 453 1.120 .

e API Spec? - internal & external tolerance: APl Spec 7

* DMIN according to related boring bar

() Threads per inch

Tools: A-FLER/L * FLASR/L e FLSR/L e H-FLER

ISCAR
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ISCARTriR=EAD

APl THREADING FLDC-E
Double-Ended, Precision,
Flat Top Threading Inserts

Right-hand shown

©)
<
Z
o
i
|_
a)
<L
LL
o
T
|_

Dimensions

S
De5|gnat|on TPIO IPF PDX BW S INSL ©
FLDC-4-425E 4.0 2 4.65 7.92 11.51 28.45 o
FLDC-4-428E 4.0 2 4.65 7.92 11.51 28.45 [}
FLDC-4-435E 4.0 3 4.65 7.92 11.51 28.45 o
FLDC-4-438E 4.0 3 4.65 7.92 11.51 28.45 o
FLDC-3-530E 5.0 3 373 6.35 8.74 22,60 .

* API Spec? -internal & external tolerance: APl Spec 7
() Threads per inch
Tools: FLASR/L e FLSR/L

Dimensions
S
Designation TPI IPF PDX BW S INSL ©
FLDC-4-425E 4.0 2 .1831 312 453 1.120 o
FLDC-4-428E 4.0 2 .1831 312 453 1.120 o
FLDC-4-435E 4.0 3 .1831 312 453 1.120 o
FLDC-4-438E 4.0 3 .1831 312 453 1.120 o
FLDC-3-530E 5.0 3 .1469 250 344 .890 o
e API Spec7 - internal & external tolerance: APl Spec 7
) Threads per inch
Tools: A-FLER/L  H-FLER
NOTCHGRIF
L JN/ 7 Yy Y INSL m
o1 THREADING W
S
APl THREADING FLDC-I
Double-Ended, Precision, v -
i PDX
Flat Top Threading Inserts X 60 9 QW‘N
3 Right-hand shown
M E T R | C
Dimensions
S
Designation TRIO IPF PDX BW S INSL e
FLDC-4-425I 4.0 2 4.65 7.92 11.51 28.45 o
FLDC-4-428I 4.0 2 4.65 7.92 11.51 28.45 o
FLDC-4-435I 40 3 4.65 7.92 11.51 28.45 o
FLDC-4-438I 4.0 3 4.65 7.92 11.51 28.45 o
FLDC-3-530I 5.0 8 3.73 6.35 8.74 22,60 .

® API Spec? - internal & external tolerance: APl Spec 7
() Threads per inch

Dimensions

S
Designation TPIO IPF PDX BW S INSL Q
FLDC-4-425I 4.0 2 .1831 312 453 1.120 [}
FLDC-4-428I 4.0 2 .1831 312 453 1.120 o
FLDC-4-435I 40 3 1831 312 453 1.120 o
FLDC-4-438I 4.0 3 1831 312 453 1.120 o
FLDC-3-5301 5.0 3 1469 .250 344 890 o

® API Spec? - internal & external tolerance: APl Spec 7
() Threads per inch
Tools: A-FLER/L e H-FLER

Member IMC Group




BUT (APl BUTRESS CASING)

ISCARTrinicAD

ER-BUT

External BUT - Oil Thread

Profile Laydown Threading
Inserts for Buttress Casing

API Spec STD

External right-hand shown

Dimensions Tough <— Hard

THREAD TURNING

o (=]

[Ye] o

IC TPI INSL IPF PDY PDX Size® ) 8

12.70 50 22.00 0.75 22 24 4-1/2" - 13-3/8" o .
12.70 5.0 22.00 1.0 2.2 24 16" -20" °

* Anvils for laydown inserts, see pages 26-35, 234-237

* For recommended number of passes see pages 81-82

® For Insert Identification system, see page 24

e API STD.5B

e For technical information and detailed cutting data, see pages 104-105
() Threads per inch

(@ Connection no. or size

Tools: C#-SER/L e SER-D e SER/L

Dimensions

Designation IC TPIO INSL IPF PDY PDX Size®

22ER 5 BUT 0.75 500 5.0 .866 0.75 .09 .09 4-1/2" - 13-3/8"
22ER 5 BUT-1.00 500 5.0 .866 1.0 .09 .09 16" - 20"

* Anvils for laydown inserts, see pages 26-35, 234-237

* For recommended number of passes see pages 81-82

® For Insert Identification system, see page 24

e APISTD.5B

® For technical information and detailed cutting data, see pages 104-105

) Threads per inch

(@ Connection no. or size

Tools: C#-SER/L e SER-D e SER/L

® IC908

e e ||C250
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ISCARTrHiREAD

IR-BUT

Internal BUT - Oil Thread

Profile Laydown Threading T

Inserts for Buttress Casing F pee
Internal left-hand shown

Dimensions
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o [==]

w0 o
Designation Ic TPIO) INSL IPF PDY PDX Size® 3 3
22IR 5 BUT 12.70 5.0 22.00 0.75 2.3 24 4-1/2" - 13-3/8" o
22IR 5 BUT 1.00 12.70 5.0 22.00 1.00 2.3 & 16" -20" [

e Anvils for laydown inserts, see pages 26-35, 234-237

e For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

e API STD.5B

* For technical information and detailed cutting data, see pages 104-105
() Threads per inch

(2 Connection no. or size

Tools: AVC-D-SIR/L e C#-SIR/L e SIR/L

Dimensions

o (==}

{Te) o
Designation Ic TPIO INSL IPF PDY PDX Size® 3} 3
22IR 5 BUT .500 5.0 .866 0.75 .09 .09 4-1/2" - 13-3/8" ()
22IR 5 BUT 1.00 .500 5.0 .866 1.00 .09 14 16" -20" ]

e Anvils for laydown inserts, see pages 26-35, 234-237

* For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

e API STD.5B

e For technical information and detailed cutting data, see pages 104-105
() Threads per inch

(2 Connection no. or size

Tools: AVC-D-SIR/L e C#-SIR/L e SIR/L

Member IMC Group
"
L 4 11]
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H-Grir

GROOVE- TURNcLINE [ INSL ——

ISCARTHREAD T
s U

APl BUTTRESS
39 Y
m#%d | #i‘w

THREADING FLDC-B-E
Double-Ended, Precision,
Flat Top Threading Inserts

1

Right-hand shown

Dimensions

' [=e]

o

Designation TPIO IPF@ BW S INSL 3
FLDC-3-5B1E 5.0 1 6.35 8.74 22.60 °
FLDC-4-5B1E 5.0 1 6.48 11.51 28.45 o
FLDC-3-5B75E 5.0 3/4 6.35 8.74 22.60 o
11.51 28.45 [

FLDC-4-5B75E 5.0 3/4 6.48

e API Spec STD - internal & external tolerance: 5B
() Threads per inch

(@ Taper Per Foot (TPF) or Inch Per Foot (IPF)
Tools: FLASR/L e FLSR/L

Dimensions

[=e]

o

Designation TPIO IPF@) BW S INSL 3
FLDC-3-5B1E 5.0 1 250 344 .890 .
FLDC-4-5B1E 5.0 1 255 453 1.120 o
FLDC-3-5B75E 50 3/4 250 344 .890 o
453 1.120 o

FLDC-4-5B75E 5.0 3/4 256

e API Spec STD - internal & external tolerance: 5B
() Threads per inch

(2 Taper Per Foot (TPF) or Inch Per Foot (IPF)
Tools: A-FLER/L

NOTCHGriiir
GROOVE-TURN LINE "7 INSL——>

ISCARTHREALD [
: U

APl BUTTRESS s .
‘
o BW
NN

THREADING FLDC-B-I
Double-Ended, Precision,
Flat Top Threading Inserts

%

Right-hand shown

Dimensions

©

o

Designation TPI( IPF@ BW S INSL 3
FLDC-3-5B1l 5.0 1 6.35 8.74 22.60 o
FLDC-4-5B1l 5.0 1 6.48 11.51 28.45 o
FLDC-3-5B75I 5.0 3/4 6.35 8.74 22.60 .
11.51 28.45 o

FLDC-4-5B75I 5.0 3/4 6.48

e API Spec STD - internal & external tolerance: 5B
() Threads per inch
(2 Taper Per Foot (TPF) or Inch Per Foot (IPF)

Dimensions

(=]

o

Designation TPIO IPF® BW S INSL 3
FLDC-3-5B1l 5.0 1 .250 344 .890 o
FLDC-4-5B11 50 1 255 453 1120 .
FLDC-3-5B75I 50 3/4 .250 344 .890 °
453 1.120 )

FLDC-4-5B75I 5.0 3/4 255

® API Spec STD - internal & external tolerance: 5B
() Threads per inch

(@ Taper Per Foot (TPF) or Inch Per Foot (IPF)
Tools: A-FLER/L e H-FLER

ISCAR



Extreme Line Casing

ISCARTHiREAD

ER-EL

External EL - Extreme Line
Qil Thread Profile Laydown
Threading Inserts

API Spec STD

External right-hand shown

Dimensions Tough <— Hard

—{— J

TAPER- IPF .,
,L,J’Pﬁsgﬂ

©)
<
Z
o
i
|_
a)
<L
LL
o
T
|_

Designation IC TPIO INSL IPF PDY PDX Size®@

22ER 6 EL 1.5 12.70 6.0 22.00 15 22 1.9 5" - 7-58"
22ER 5 EL 1.25 12.70 5.0 22.00 1.25 241 2.0 8-5/8" - 10-3/4"

* Anvils for laydown inserts, see pages 26-35, 234-237
* For recommended number of passes see pages 81-82
e For Insert Identification system, see page 24

e ANSI B1.9.1973 class 2

() Threads per inch

(2 Connection no. or size

Tools: C#-SER/L e SER-D e SER/L

® (IC250
e o (|C908

Dimensions

Designation IC TPIO INSL IPF PDY PDX Size®

22ER 6 EL 1.5 .500 6.0 .866 1.5 .09 .07 5" - 7-5/8"
22ER 5 EL 1.25 .500 5.0 .866 1.25 .08 .08 8-5/8" - 10-3/4"
* Anvils for laydown inserts, see pages 26-35, 234-237
e For recommended number of passes see pages 81-82
e For Insert Identification system, see page 24
e ANSI B1.9.1973 class 2
() Threads per inch

(2 Connection no. or size
Tools: C#-SER/L e SER-D e SER/L

® |IC250
e o (|C908

Member IMC Group
"
L 4 11]
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ISCARTrHiREAD

IR-EL

Internal EL - Extreme Line

Qil Thread Profile Laydown " APISpecSTD |

Threading Inserts F =
Internal left-hand shown

Dimensions

Designation IC TPIO INSL IPF

PDY

PDX

Size®?

1.9

1.9

® 1C908

5 -7-5/8"

* Anvils for laydown inserts, see pages 26-35, 234-237
* For recommended number of passes see pages 81-82
e For Insert Identification system, see page 24

e ANSI B1.9.1973 class 2

() Threads per inch

(2 Connection no. or size

Tools: AVC-D-SIR/L e C#-SIR/L e SIR/L

Dimensions

Designation IC TPIO INSL IPF

PDY

PDX

Size®

500 6.0 .866 1.5

07

.07

® IC908

5" -7-58"

e Anvils for laydown inserts, see pages 26-35, 234-237
e For recommended number of passes see pages 81-82
e For Insert Identification system, see page 24

e ANSI B1.9.1973 class 2

() Threads per inch

(2 Connection no. or size

Tools: AVC-D-SIR/L e C#-SIR/L * SIR/L

ISCAR



RND DIN 405 Round

ISCARTHREAD T

ER/L-RND
External DIN 405 Round

Laydown Threading Inserts
for Fire Fighting and Food
Industry Pipe Couplings

DIN 405 (182)

External right-hand shown

©)
<
Z
o
i
|_
a)
<L
LL
o
T
|_

fLS ; < 7’)\/ Dimensions Tough <— Hard
0.23851TP] SCREW

SI2(8|8
Designation IC TPI@ RE INSL PDY PDX 2|I8|e|*
16EL 6 RND 952 6.0 1.01 16.49 15 1.7 °
16ER 6 RND 952 6.0 1.01 16.49 15 1.6 . °
16ERM 6 RND (1) 9.52 6.0 1.01 16.49 15 1.7 ° )
16ER/L 8 RND 9.52 8.0 0.76 16.49 1.4 1.3 ° °
16ERM 8 RND (1) 9.52 8.0 0.75 16.49 14 1.3 °
16EL 10 RND 9.52 10.0 061 16.49 1.1 1.2 °
16ER 10 RND 9.52 10.0 0.61 16.49 11 1.2 . °
22EL 4 RND 12.70 40 1.51 22.00 22 23 °
22ER 4 RND 12.70 40 1.51 22.00 22 23 . °
22EL 6 RND 12.70 6.0 1.01 22.00 15 1.7 .
22ER 6 RND 12.70 6.0 1.01 22.00 15 1.7 ° °
27ER 4 RND 15.88 40 1.51 27,50 22 23 .

e Anvils for laydown inserts, see pages 26-35, 234-237

e For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

* Tolerance: class 7H

e For technical information and detailed cutting data, see pages 104-105
() With pressed chipformer

(2 Threads per inch

Tools: C#-SER/L e SER-D ¢ SER/L e SER/L-JHP e SER/L-JHP-MC

Dimensions Tough <— Hard
S8 8|8

Designation IC TPI®) RE INSL PDY PDX ||| L
16EL 6 RND 375 6.0 .0398 649 .06 .07 °
16ER 6 RND 375 6.0 .0398 649 .06 .06 o °
16ERM 6 RND (1) 375 6.0 .0398 649 .06 .07 o [
16ER/L 8 RND 375 8.0 0299 649 .06 .06 o o
16ERM 8 RND (" 375 8.0 0295 649 .06 .05 .
16EL 10 RND 375 10.0 .0240 649 04 .05 [
16ER 10 RND 375 10.0 .0240 649 .04 .05 . .
22EL 4 RND .500 4.0 0594 .866 .09 .09 °
22ER 4 RND .500 4.0 0594 .866 .09 .09 [ o
22EL 6 RND .500 6.0 .0398 .866 .06 .07 o
22ER 6 RND .500 6.0 .0398 .866 .06 .07 ° °
27ER 4 RND 625 4.0 0594 1.083 .09 .09 °

e Anvils for laydown inserts, see pages 26-35, 234-237

e For recommended number of passes see pages 81-82

e For Insert Identification system, see page 24

e Tolerance: class 7H

e For technical information and detailed cutting data, see pages 104-105

) With pressed chipformer

(2 Threads per inch

Tools: C#-SER/L e SER-D ¢ SER/L e SER/L-JHP e SER/L-JHP-MC

Member IMC Group
r r |
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Thread anvils EL/IR
Thread Anvils for External
Left & Internal Right

Designation
Al16 -0
AlI16M-0
Al16 -0.50
Al16 +0.5
Al16M+0.5
Al16 -1.50
Al16

Al16M

Al16 +2.5
Al16M+2.5
Al16 +3.5
Al16 +4.5
Al22-0
AI22M-0
Al22U-0
Al22 -0.5
Al22U -0.5
Al22 +0.50
Al22M+0.5
Al22 -1.50
Al22U -1.5
Al22

Al22M
Al22U

Al22 +2.5
AI22M+2.5
Al22U +2.50
Al22 +3.5
Al22U +3.5
Al22 +4.5
Al22U +4.5
AlI27-0
AI27M-0
AI27U-0
AI27 -0.5
AI27U-0.50
AlI27 +0.5-P
AI27M+0.5
AI27U +0.50
AI27 -1.5
AI27U -1.5
Al27

AI27M
AI27U

AI27 +2.5
AI27U +2.5
AI27U +2.5TR
AlI27 +3.5
AI27U +3.5
AI27U +3.5TR
AlI27 +4.5
AI27U +4.5
AI27U +4.5TR

ISCAR

Anvils
I
M E
IC a° S
9.52 0 3.20
9.52 0 3.20
9.52 -0.5 3.20
9.52 0.5 3.20
9.52 0.5 3.20
9.52 15 3.20
9.52 15 3.20
9.52 1.5 3.20
9.52 2.5 3.20
9.52 25 3.20
9.52 35 3.20
9.52 45 3.20
12.70 0 4,00
12.70 0 4,00
12.70 0 4,00
12.70 -0.5 4,00
12.70 -0.5 4,00
12.70 0.5 4,00
12.70 0.5 4,00
12.70 -15 4,00
12.70 15 4,00
12.70 15 4,00
12.70 1.5 4,00
12.70 1.5 4,00
12.70 2.5 4,00
12.70 2.5 4,00
12.70 2.5 4.00
12.70 815 4,00
12.70 35 4,00
12.70 45 4,00
12.70 45 4,00
15.88 0 5.50
15.88 0 550
15.88 0 5.50
15.88 -0.5 3.20
15.88 -0.5 5.50
15.88 0.5 5.50
15.88 0.5 4,00
15.88 05 5.50
15.88 -1.5 5.50
15.88 -15 5.50
15.88 15 550
15.88 15 5.50
15.88 1.5 5.50
15.88 2.5 550
15.88 2.5 5.50
15.88 2.5 5.50
15.88 815 5.50
15.88 815 5.50
15.88 615 5.50
15.88 45 5.50
15.88 45 5.50
15.88 45 5.50




Thread anvils EL/IR
Thread Anvils for External
Left & Internal Right

Designation
Al16 -0
Al16M-0
Al16 -0.50
Al16 +0.5
AlI16M+0.5
Al16 -1.50
Al16

Al16M

Al16 +2.5
Al16M+2.5
Al16 +3.5
Al16 +4.5
Al22-0
AI22M-0
Al22U-0
Al22 -0.5
Al22U -0.5
Al22 +0.50
AlI22M+0.5
Al22 -1.50
Al22U -1.5
Al22

Al22M
Al22U

Al22 +2.5
AI22M+2.5
Al22U +2.50
Al22 +3.5
Al22U +3.5
Al22 +4.5
Al22U +4.5
Al27-0
AI27M-0
AI27U-0
AI27 -0.5
AI27U-0.50
AlI27 +0.5-P
AI27M+0.5
AI27U +0.50
AI27 -1.5
AlI27U -1.5
Al27

AI27M
AI27U

AI27 +2.5
AI27U +2.5
AI27U +2.5TR
AI27 +3.5
AI27U +3.5
AI27U +3.5TR
AI27 +4.5
AI27U +4.5
AI27U +4.5TR

IC a° S

375 0 126
375 0 126
375 -0.5 126
375 0.5 126
375 0.5 .126
375 -1.5 126
375 1.5 .126
375 15 126
375 2.5 126
375 2.5 126
375 35 .126
375 45 126
.500 0 167
500 0 167
500 0 167
.500 0.5 167
500 0.5 167
500 0.5 157
500 0.5 167
500 15 157
500 -1.5 157
.500 15 167
500 15 167
500 15 157
500 25 167
.500 25 157
500 25 157
.500 35 167
500 35 167
500 45 167
500 45 167
625 0 217
625 0 217
625 0 217
625 0.5 126
625 -0.5 217
625 0.5 217
625 0.5 167
625 0.5 217
625 -1.5 217
625 =115 217
625 15 217
625 15 217
625 15 217
625 25 217
625 2.5 217
625 25 217
625 88 217
625 35 217
625 35 217
625 45 217
625 45 217
625 45 217

Member IMC Group
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Thread anvils ER/IL
Thread Anvils for External
Right & Internal Left

Designation IC a’ S

AE16 -0 9.52 0 3.20
AE16M -0 9.52 0 3.20
AE16 -0.5 9.52 -0.5 3.20
AE16M -0.5 9.52 -0.5 3.20
AE16 +0.5 9.52 05 3.20
AE16M +0.5 9.52 0.5 3.20
AE16 -1.5 9.52 -15 3.20
AE16M -1.5 9.52 -15 3.20
AE16 9.62 15 3.20
AE16M 9.52 1.5 3.20
AE16 +2.5 9.52 25 3.20
AE16M +2.5 9.52 249 3.20
AE16 +3.5 9.52 8l 3.20
AE16 +4.5 9.52 45 3.20
AE22 -0 12.70 0 4.00
AE22M -0 12.70 0 4.00
AE22U -0 12.70 0 4.00
AE22 -0.5 12.70 -05 4.00
AE22M -0.5 12.70 -05 4.00
AE22U -0.5 12.70 -0.5 4.00
AE22 +0.5 12.70 0.5 4.00
AE22M +0.5 12.70 05 4.00
AE22U +0.5 12.70 0.5 4.00
AE22 -1.5 12.70 -15 4.00
AE22U -1.5 12.70 -15 4.00
AE22 12.70 1.5 4.00
AE22M 12.70 5 4.00
AE22U 12.70 15 4.00
AE22 +2.5 12.70 2.5 4.00
AE22M +2.5 12.70 245 4.00
AE22U +2.5 12.70 25 4.00
AE22 +3.5 12.70 3.5 4.00
AE22U +3.5 12.70 35 4.00
AE22 +4.5 12.70 45 4.00
AE22U +4.5 12.70 45 4.00
AE27 -0 15.88 0 5.50
AE27M -0 15.88 0 5.50
AE27U -0 15.88 0 5.50
AE27 -0.5 15.88 -0.5 5.50
AE27U -0.5 15.88 -0.5 5.50
AE27 +0.5 15.88 0.5 5.50
AE27M +0.5 15.88 0.5 5.50
AE27U +0.5 15.88 05 5.50
AE27 -1.5 15.88 -1.6 5.50
AE27U -1.5 15.88 -15 5.50
AE27 15.88 15 5.50
AE27M 15.88 1.5 5.50
AE27U 15.88 1.5 5.50
AE27 +2.5 15.88 25 5.50
AE27U +2.5 15.88 2.5 5.50
AE27U +2.5TR 15.88 25 5.50
AE27 +3.5 15.88 35 5.50
AE27U +3.5 15.88 35 5.50
AE27U +3.5TR 15.88 35 550
AE27 +4.5 15.88 45 5.50
AE27U +4.5 15.88 45 5.50
AE27U +4.5TR 15.88 45 5.50

THREAD TURNING

236 ISCAR




Thread anvils ER/IL
Thread Anvils for External
Right & Internal Left

Designation IC a° S

AE16 -0 375 0 126
AE16M -0 375 0 126
AE16 -0.5 375 -0.5 126
AE16M -0.5 375 -0.5 126
AE16 +0.5 375 05 126
AE16M +0.5 375 0.5 126
AE16 -1.5 375 -15 126
AE16M -1.5 375 -15 126
AE16 375 15 126
AE16M 375 1.5 126
AE16 +2.5 375 25 126
AE16M +2.5 375 245 126
AE16 +3.5 375 35 126
AE16 +4.5 375 45 126
AE22 -0 .500 0 157
AE22M -0 500 0 157
AE22U -0 500 0 157
AE22 -0.5 500 -0.5 157
AE22M -0.5 500 05 157
AE22U -0.5 500 -0.5 157
AE22 +0.5 .500 0.5 157
AE22M +0.5 500 05 157
AE22U +0.5 .500 0.5 157
AE22 -1.5 .500 -15 157
AE22U -1.5 500 -15 157
AE22 500 1.5 157
AE22M 500 14 157
AE22U 500 15 157
AE22 +2.5 500 2.5 157
AE22M +2.5 .500 245 157
AE22U +2.5 500 25 157
AE22 +3.5 500 3.5 157
AE22U +3.5 .500 35 157
AE22 +4.5 500 45 157
AE22U +4.5 .500 45 157
AE27 -0 625 0 217
AE27M -0 625 0 217
AE27U -0 625 0 217
AE27 -0.5 625 -0.5 217
AE27U -0.5 625 -0.5 217
AE27 +0.5 625 0.5 217
AE27M +0.5 625 0.5 217
AE27U +0.5 625 05 217
AE27 -1.5 625 -1.56 217
AE27U -1.5 625 -15 217
AE27 625 15 217
AE27M 625 1.5 217
AE27U 625 1.5 217
AE27 +2.5 625 25 217
AE27U +2.5 625 2.5 217
AE27U +2.5TR 625 25 217
AE27 +3.5 625 35 217
AE27U +3.5 625 35 217
AE27U +3.5TR 625 35 217
AE27 +4.5 625 45 217
AE27U +4.5 625 45 217
AE27U +4.5TR 625 45 217
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, Thread Turning Tools

USER GUIDE
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External Threading Toolholders

ISCARTHREAD i G-Type . o .» ﬁ T
SER/L WF@ | Aﬁﬁ ﬁ A
External Threading Toolholders ¢ ‘ ? vF i M

LF

F Right-hand shown

Designation H HF B LF WF Insert
SER 0808 H11 (1 8.0 8.0 8.0 100.00 11.00 11 ER..
SER/L 1010 H11 () 10.0 10.0 10.0 100.00 11.00 11 ERL.
SER/L 1212 F16 12.0 12.0 12.0 80.00 12.00 16 ERL..
SER 1212 X16 12.0 12.0 12.0 120.00 12.00 16 ER/L..
SER/L 1616 H16 16.0 16.0 16.0 100.00 16.00 16 ER/L..
SER 1616 K16G 16.0 16.0 16.0 125.00 21.70 16 ER..
SER/L 2020-16-AD 20.0 20.0 20.0 67.00 20.00 16 ERL..
SER/L 2020 K16 20.0 20.0 20.0 125.00 20.00 16 ER/L..
SER/L 2525 M16 25.0 25.0 25.0 150.00 25.00 16 ERL..
SER/L 3232 P16 32.0 32.0 32.0 170.00 32.00 16 ER/L..
SER/L 2525 M22 25.0 25.0 25.0 150.00 25.00 22 ER/L..
SER/L 3232 P22 320 32.0 32.0 170.00 32.00 22 ER/L..
SER 4040 R22 40.0 40.0 40.0 200.00 40.00 22 ERIL..
SER/L 2525 M22U 25.0 25.0 25.0 150.00 28.00 22 UER/L..
SER/L 3232 P22U 32.0 320 32.0 170.00 32.00 22 UER/L..
SEL 4040 R22U 40.0 40.0 40.0 200.00 40.00 22 UER/L..
SER/L 2525 M27 25.0 25.0 25.0 150.00 25.00 27 ER/L..
SER/L 3232 P27 320 32.0 32.0 170.00 32.00 27 ER/L..
SER 4040 R27 40.0 40.0 40.0 200.00 40.00 27 ERIL..
SER/L 2525 M27U 25.0 25.0 25.0 150.00 32.00 27 UER/L..
SER/L 3232 P27U 32.0 32.0 32.0 170.00 32.00 27 UER/L..
SER/L 4040 R27U 40.0 40.0 40.0 200.00 40.00 27 UER/L..

e All tools are made for 1.5 helix angle

* For multi-tooth inserts use anvils AE16M / AI16M; AE22M / Al22M; AE27M / Al27M

* For GTGA inserts, use anvil AE 16-0

) Toolholder without anvil

() Right-hand inserts (ER) for right-hand tools (SER)

Inserts: ER-BUT ® ER-EL ® ER-MJ ¢ ER-NPTF ¢ ER-PG e ER/L-55° ® ER/L-60° * ER/L-ABUT e ER/L-ACME e ER/L-API

e ER/L-APIRD e ER/L-BSPT ¢ ER/L-ISO ® ER/L-NPT e ER/L-RND e ER/L-SAGE e ER/L-STACME e ER/L-TR e ER/L-UN e ER/L-UNJ ® ER/L-W ¢ GTGA ¢ GTMA

2
THREAD TURNING

| N C H
Designation H HF B LF WF Insert®
SER/L 0310 H11 (1 310 310 .310 4,000 430 11 ERL.
SER/L 0375 H11 (1 380 380 380 4.000 430 11 ERL.
SER/L 0375 D16 .380 .380 .380 2.500 630 16 ER/L..
SER/L 0500 F16 .500 500 .500 3.250 630 16 ER/L..
SER/L 0625 H16 625 625 .625 4,000 625 16 ER/L..
SER/L 0750 K16 .750 750 .750 5.000 750 16 ER/L..
SER/L 1000 M16 1.000 1.000 1.000 6.000 1.000 16 ER/L..
SER/L 1250 P16 1.250 1.250 1.250 7.000 1.250 16 ER/L..
SER/L 1000 M22 1.000 1.000 1.000 6.000 1.000 22 ER/L..
SER 1250 P22 1.250 1.250 1.250 7.000 1.250 22 ERIL
SER/L 1500 R22 1.500 1.500 1.500 8.000 1.500 22 ER/L..
SER/L 1000 M22U 1.000 1.000 1.000 6.000 1.000 22 UEIRL..
SER/L 1250 P22V 1.250 1.250 1.250 7.000 1.250 22 UEIRL..
SER 1500 R22U 1.500 1.500 1.500 8.000 1.500 22 UERL..
SER/L 1000 M27 1.000 1.000 1.000 6.000 1.000 27 ER/L..
SER/L 1250 P27 1.250 1.250 1.250 7.000 1.250 27 ER/L..
SER/L 1500 R27 1.500 1.500 1.500 8.000 1.500 27 ER/L..
SER 1000 M27U 1.000 1.000 1.000 6.000 1.000 27 UERL..
SER/L 1250 P27V 1.250 1.250 1.250 7.000 1.250 27 UEIRL..
SER 1500 R27U 1.500 1.500 1.500 8.000 1.500 27 UERL..

e All tools are made for 1.5 helix angle

* For multi-tooth inserts use anvils AE16M / AI16M; AE22M / Al22M; AE27M / Al27M

e For GTGA inserts, use anvil AE 16-0

™) Toolholder without anvil

(2 Right-hand inserts (ER) for right-hand tools (SER)

Inserts: ER-BUT ® ER-EL ® ER-MJ ¢ ER-NPTF e ER-PG ¢ ER/L-55° ¢ ER/L-60° ¢ ER/L-ABUT e ER/L-ACME e ER/L-API

e ER/L-APIRD  ER/L-BSPT e ER/L-ISO ® ER/L-NPT e ER/L-RND ¢ ER/L-SAGE ® ER/L-STACME  ER/L-TR * ER/L-UN ® ER/L-UNJ ® ER/L-W ¢ GTGA ¢ GTMA

Member IMC Group
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ISCARTHREAD

- WLIRE
CAMFIX > 4} DCONMS I
C#-SER/L —

External Threading Tools with
CAMFIX Exchangeable Shanks

Right-hand shown

M E T R 1 C

THREAD TURNING

Designation DCONMS WF LF Insert(!) CP@ CDI®
C4 SER/L-27050-16 40.00 27.00 50.00 16ER/L... 200 1
C5 SEL-35060-16 50.00 35.00 60.00 16ER/L... 200 1
C5 SER-35060-16 50.00 35.00 60.00 16ER/L... 200 1
C6 SER/L-45065-16 63.00 45.00 65.00 16ER/L... 200 1
C4 SER/L-27050-22 40.00 27.00 50.00 22ER/L... 200 1
C5 SER/L-35060-22 50.00 35.00 60.00 22ER/L... 200 1
C6 SER/L-45065-22 63.00 45.00 65.00 22ER/L... 200 1
C8 SER/L-55080-22 80.00 55.00 80.00 22ER/L... 200 1

() Right-hand inserts for right-hand tools and vice versa

(2 Coolant pressure (Bar)

@) 1 - Slot for data chip, O - Without slot for data chip

Inserts: ER-BUT ¢ ER-EL ¢ ER-MJ ¢ ER-NPTF e ER-PG ¢ ER/L-55° ¢ ER/L-60° * ER/L-ABUT e ER/L-ACME e ER/L-API

e ER/L-APIRD e ER/L-BSPT e ER/L-ISO ¢ ER/L-NPT e ER/L-RND e ER/L-SAGE ¢ ER/L-STACME e ER/L-TR ¢ ER/L-UN e ER/L-UNJ ® ER/L-W ¢ GTGA ¢ GTMA

| N C H
Designation DCONMS WF LF Insert(") CP@ CDI®

C4 SER/L-27050-16 1.575 1.063 1.968 16ER 2900 1
C5 SEL-35060-16 1.968 1.378 2.362 16EL 2900 1
C5 SER-35060-16 1.968 1.378 2.362 16ER 2900 1
C6 SER/L-45065-16 2.480 1.772 2.559 16ER 2900 1
C4 SER/L-27050-22 1,575 1.063 1.968 22ER 2900 1
C5 SER/L-35060-22 1.968 1.378 2.362 22ER 2900 1
C6 SER/L-45065-22 2.480 1.772 2.559 22ER 2900 1
C8 SER/L-55080-22 3.150 2.165 3.150 22ER 2900 1

() Right-hand inserts for right-hand tools and vice versa

(2 Coolant pressure (PSI)

@) 1 - Slot for data chip, 0 - Without slot for data chip

Inserts: ER-BUT © ER-EL ® ER-MJ ¢ ER-NPTF ¢ ER-PG e ER/L-55° ® ER/L-60° * ER/L-ABUT e ER/L-ACME e ER/L-API

e ER/L-API RD e ER/L-BSPT e ER/L-ISO * ER/L-NPT e ER/L-RND e ER/L-SAGE ¢ ER/L-STACME e ER/L-TR ® ER/L-UN e ER/L-UNJ ® ER/L-W ¢ GTGA ¢ GTMA
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JETCUT '@w

SER/L-JHP-MC
External Threading Tools with
Bottom Inlet Coolant Channels

HF B LF LH WF Insert(
SER/L 2020X16 JH 20.0 20.0 107.00 36.2 20.00 16 ER/L..
SER/L 2525X16 JH 25.0 25.0 122.00 36.2 25.00 16 ER/L..

e All tools are made for 1.5 helix angle

e For multi-tooth inserts use anvils AE16M / Al16M; AE22M / AI22M; AE27M / AI27M

* For GTGA inserts, use anvil AE 16-0

() Right-hand inserts (ER) for right-hand tools (SER)

Inserts: ER-MJ ¢ ER-NPTF ¢ ER-PG ¢ ER/L-55° ® ER/L-60° ® ER/L-ABUT ¢ ER/L-ACME e ER/L-API RD e ER/L-BSPT

e ER/L-ISO e ER/L-NPT e ER/L-RND e ER/L-SAGE ¢ ER/L-STACME e ER/L-TR ¢ ER/L-UN e ER/L-UNJ ® ER/L-W e GTGA ¢ GTMA

ISCARTHiR=AD I 1
HF H
SER-D v ¥
External Threading
Drophead Toolholders LH
i
WF B
- LF Right-hand shown

|
Designation H HF B LF WF LH Insert & ?

SER 2525 M16D 25.0 25.0 25.0 150.00 32.00 38.0 16 ER.. SR5-40-L122-S16  T-10/5 AE16 SR 5-40-L6.8-A16
SER 2525 M22D 25.0 25.0 25.0 150.00 32.00 38.0 22 ER.  SR8-32-L15-522 T-20/5 AE22 SR 8-32-15.8-A22
e All toolholders are made for 1.5 helix angle

* For GTGA inserts, use anvil AE 16-0
Inserts: GTMA

Member IMC Group
L 4 11]
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Internal Threading Toolholders

ISCART rin=AD

SIR/L
Internal Threading Bars

=

Right-hand shown

Designation DMIN DCONMS BDRED LF LDRED WF CSP@ BMC®) Insert®

THREAD TURNING

SIR/L 0005 HO6CB (1) 6.40 6.00 5.10 100.00 25.0 430 1 H 06 IR/IL..
SIR/L 0005 HO6 6.40 12.00 5.10 100.00 12.0 430 0 S 06 IR/IL..
SIR/L 0007 KO8CB (1 9.00 8.00 6.60 125,00 300 5.30 1 H 08 IR/IL..
SIR/L 0008 KOSBUCB 9.00 8.00 7.30 125.00 35.0 6.40 1 H 08 UIRL..
SIR/L 0007 K08 (@ 9.00 16.00 6.60 125.00 18.0 5.30 0 S 08 IR/IL..
SIR/L 0008 K08U (@ 9.00 16.00 7.30 125.00 210 6.60 0 S 08 UIRL..
SIR/L 0010 H11 @ 12.00 10.00 10.00 100.00 - 7.40 0 S 11 IRAL.
SIR/L 0010 M11CB (1) 12.00 10.00 10.00 150.00 - 7.40 1 H 11 IRAL..
SIR 0010 H11B @ 12.00 10.00 10.00 100.00 - 7.40 1 S 11 IR/L..
SIR/L 0010 K11 12.00 16.00 10.00 125.00 25.0 6.50 0 S 11 IRAL.
SIR/L 0010 K11B 12.00 16.00 10.00 125.00 250 7.40 1 S 11 IR/L..
SIR/L 0012 P11CB (1) 15.00 12.00 12.00 170.00 - 8.40 1 H 11 IRAL..
SIL 0013 L11 @ 15.00 16.00 13.00 140.00 320 8.90 0 S 11 IR/L..
SIR 0013 L11 @ 15.00 16.00 13.00 140.00 320 8.90 0 S 11 IR/L..
SIR/L 0013 M16 (@ 16.00 16.00 13.00 150.00 320 10.00 0 S 16 IR/L..
SIL 0013 M16B @ 16.00 16.00 13.00 150.00 320 10.20 1 S 16 IR/L..
SIR 0013 M16B @ 16.00 16.00 13.00 150.00 320 10.00 1 S 16 IR/L..
SIR 0016 R16CB (1 19.00 16.00 16.00 200.00 - 11.70 1 H 16 IR/L..
SIR/L 0016 P16 (@ 19.00 20.00 16.00 170.00 40.0 11.40 0 S 16 IR/L..
SIR/L 0016 P16B @ 19.00 20.00 16.00 170.00 400 11.70 1 S 16 IR/L..
SIR/L 0020 P16 24,00 20.00 20.00 170.00 - 13.70 0 S 16 IR/L..
SIR/L 0020 P16B 24,00 20.00 20.00 170.00 - 13.70 1 S 16 IR/L..
SIR/L 0020 P22 (2 24,00 20.00 20.00 170.00 - 15.60 0 S 22 IRIL..
SIR/L 0020-16-AD 24,00 20.00 20.00 80.00 - 13.70 0 S 16 IR/L..
SIR 0020 S16CB 24,00 20.00 20.00 250.00 - 13.70 1 H 16 IR/L..
SIR 0025 S16CB 28.00 25.00 25.00 250.00 - 16.20 1 H 16 IR/L..
SIR/L 0025 R16 29.00 25.00 25.00 200.00 - 16.30 0 S 16 IR/L..
SIL 0025 R16B 29.00 25.00 25.00 200.00 - 16.20 1 S 16 IR/L..
SIR/L 0025 R22 29.00 25.00 25.00 200.00 - 17.20 0 S 22 IRIL..
SIR/L 0025 R22B 29.00 25.00 25.00 200.00 - 18.10 1 S 22 IRIL..
SIL 0025-16-AD 29,00 25.00 25.00 100.00 - 16.30 0 S 16 IR/L..
SIR 0025 R16B 29.00 25.00 25.00 200.00 - 16.30 1 S 16 IR/L..
SIR 0025-16-AD 29.00 25.00 25.00 100.00 - 16.20 0 S 16 IR/L..
SIR/L 0032 S16 36.00 32.00 32.00 250.00 - 19.70 0 S 16 IR/L..
SIR/L 0032 S22 38.00 32.00 32.00 250.00 - 21.50 0 S 22 IRIL..
SIR/L 0032 S22V 38.00 32.00 32.00 250.00 - 25.50 0 S 22 UIRL..
SIL 0032 S27 40,00 32.00 32.00 250.00 - 22.40 0 S 27 IRIL
SIR/L 0032 S27U @ 40.00 32.00 32.00 250.00 - 24.70 0 S 27 URL..
SIR 0032 S27 40.00 32.00 32.00 250.00 - 22.40 0 S 27 IRIL..
SIR/L 0040 T16 44,00 40.00 40.00 300.00 - 23.70 0 S 16 IR/L..
SIR/L 0040 T22 46.00 40.00 40.00 300.00 - 25.80 0 S 22 IRIL..
SIR 0040 T22U 46.00 40.00 40.00 300.00 - 29.50 0 S 22 UIRL..
SIR/L 0040 T27 48,00 40.00 40.00 300.00 - 26.60 0 S 27 IRIL..
SIR 0040 T27U @ 48,00 40.00 40.00 300.00 - 29.40 0 S 27 URL..
SIR/L 0050 U16 54.00 50.00 50.00 350.00 - 28.70 0 S 16 IR/L..
SIR/L 0050 U22 56.00 50.00 50.00 350.00 - 30.60 0 S 22 IRIL..
SIR/L 0050 U27 58.00 50.00 50.00 350.00 - 31.60 0 S 27 IRIL..
SIR 0050 U27U @ 58.00 50.00 50.00 350.00 - 34.30 0 S 27 URL..
SIR/L 0060 V27U @ 68.00 60.00 60.00 400.00 - 39.30 0 S 27 URL..
SIR 0060 V27 68.00 60.00 60.00 400.00 = 36.60 0 S 27 IRIL..

¢ B-steel shank with coolant hole, CB-carbide shank with coolant hole

¢ All toolholders provide 1.5 helix angle, either via the pocket or the anvil supplied

e For GTGA inserts, use anvil AL 16-0

() Carbide shank without anvil

() Toolholder without anvil

() For ACME, STUB ACME, TRAPEZ (DIN 103) and ROUND (DIN 405) thread profiles check in user guide for anvil information
) 0 - Without coolant supply, 1 - With coolant supply

) H-carbide,S-steel

(8) Right-hand inserts (IR) for right-hand tools (SIR)

Holders: DT30/2 ##L70WN e DT30/2 ADR-##-20-55  HSK A63TM ABB

Inserts: GTGA  GTMA ¢ IR-BUT © IR-EL ® IR-MJ o IR/L-55° ¢ IR/L-60° ® IR/L-ABUT ¢ IR/L-ACME e IR/L-API ¢ IR/L-API RD ¢ IR/L-BSPT e IR/L-ISO ® IR/L-NPT e IR/L-NPTF
¢ |IR/L-PG ¢ IR/L-RND e IR/L-SAGE * IR/L-STACME ® IR/L-TR ® IR/L-UN e IR/L-UNJ ® IR/L-W
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SIR/L
Internal Threading Bars

i

Right-hand shown
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Designation DCONMS BDRED LF LDRED DMIN WF CSP@ BMC6) Insert®
SIL 0205 HO6 (1 .500 200 4,000 500 .250 170 0 S 06IL..
SIR 0205 HO6CB @ 250 200 4,000 1.000 240 170 1 H 06 IR..
SIR 0205 H06-W (1) .500 .200 4,000 500 .250 170 0 S 06 IR/IL..
SIR/L 0265 K08 (1) 625 260 5.000 710 354 210 0 S 08 IR/L..
SIR 0265 K08CB (2 315 260 5.000 1.200 355 210 1 H 08 R..
SIR/L 0310 K08U () 625 290 5.000 710 315 210 0 S 08 UIRL..
SIR 0310 KOSUCB (? 315 290 5.000 1.400 355 250 1 H 08 URL..
SIR/L 0375 H11 380 380 4,000 - 470 290 0 S 11 IR/L..
SIR/L 0375 K11 (1 620 .380 5.000 1.000 470 .260 0 S 11 IR/L.
SIR/L 0375 K11B () 625 380 5.000 980 470 280 1 S 11 IR/L..
SIR 0375 M11CB (2 .380 .380 6.000 - .500 .290 1 H 111R.
SIR/L 0500 L11 (1 625 500 5.500 1.250 .630 .320 0 S 11 IR/L.
SIR 0500 P11CB @ 500 500 7.000 - 600 330 1 H 11 R.
SIR/L 0500 M16 (1 625 500 6.000 1.250 640 390 0 S 16 IR/LL..
SIR/L 0500 M16B (1 625 500 6.000 1.260 .640 .390 1 S 16 IR/L..
SIR/L 0625 P16 (1) 750 625 7.000 1.500 750 450 0 S 16 IR/IL..
SIR/L 0625 P16B (1) 750 625 7.000 1.570 750 450 1 S 16 IR/L..
SIR 0625 R16CB @ 625 625 8.000 - .750 460 1 H 16 1R..
SIL 0750 P16 .750 .750 7.000 - 1.000 .510 0 S 16 IR/L..
SIR 0750 P16 .750 .750 7.000 - .900 510 0 S 16 IR/L..
SIR 0750 P16B .750 .750 7.000 - .900 510 1 S 16 1R..
SIR/L 1000 R16 1.000 1.000 8.000 - 1.200 .650 0 S 16 IR/IL..
SIR 1000 R16B 1.000 1.000 8.000 - 1.160 .650 1 S 16 1R..
SIR/L 1250 S16 1.250 1.250 10.000 - 1.420 770 0 S 16 IR/L..
SIR/L 1500 T16 1.500 1.500 12.000 - 1.650 .900 0 S 16 IR/IL..
SIR/L 0750 P22 .750 .750 7.000 - .950 510 0 S 22 IR/IL..
SIR/L 1000 R22 1.000 1.000 8.000 - 1.200 .710 0 S 22 IR/IL..
SIR 1000 R22B 1.000 1.000 8.000 - 1.160 .710 1 S 221R..
SIR/L 1250 S22 1.250 1.250 10.000 - 1.500 .850 0 S 22 IR/IL..
SIR 1500 T22 1.500 1.500 12.000 - 1.750 .980 0 S 22 IR/IL..
SIR 1250 S22V 1.250 1.250 10.000 - 1.500 1.010 0 S 22 URRL..
SIR 1500 T22U 1.500 1.500 12.000 - 1.850 1.120 0 S 22 URRL..
SIR/L 1250 S27 1.250 1.250 10.000 - 1.560 .880 0 S 27 IR/IL..
SIR/L 1500 T27 1.500 1.500 12.000 - 1.800 1.000 0 S 27 IR/IL..
SIR 2000 U27 2.000 2.000 14.000 - 2.300 1.250 0 S 27 IR/IL..
SIL 2500 V27 2.500 2.500 12.600 - 2.700 1.500 0 S 27 IR/IL..
SIR/L 1250 S27U @ 1.250 1.250 10.000 - 1.560 980 0 S 27 URL..
SIL 1500 T27U @ 1.500 1.500 12.000 - 1.850 1.130 0 S 27 UIRL..
SIR/L 2000 U27U © 2.000 2,000 14.000 - 2.300 1.370 0 S 27 URL..

¢ B-steel shank with coolant hole, C-carbide shank without coolant hole, CB-carbide shank with coolant hole

¢ All toolholders are made for 1.5 helix angle

e For GTGA inserts, use anvil AL 16-0

() Toolholder without anvil

() Carbide shank without anvil

() For ACME, STUB ACME, TRAPEZ (DIN 103) and ROUND (DIN 405) thread profiles check in user guide for anvil information

) 0 - Without coolant supply, 1 - With coolant supply

) H-carbide,S-steel

6) Right-hand inserts (IR) for right-hand tools (SIR)

Inserts: GTGA © GTMA ¢ IR-BUT ¢ IR-EL ¢ IR-MJ ¢ IR/L-55° e IR/L-60° * IR/L-ABUT e IR/L-ACME e IR/L-API

e |R/L-APIRD e IR/L-BSPT e IR/L-ISO ¢ IR/L-NPT e IR/L-NPTF e IR/L-PG ¢ IR/L-RND e IR/L-SAGE ¢ IR/L-STACME e IR/L-TR ® IR/L-UN e IR/L-UNJ e IR/L-W
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CAMFIX

Ci-SIR/L
Internal Threading Bars with
CAMFIX Exchangeable Shanks
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Designation DCONMS DMIN WF LU LF Insert CP( CDI@
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C4 SIR/L-12060-16 40.00 20.00 11.70 37.0 60.00 16 IR/L.. 200 1
C4 SIR/L-14060-16 40.00 25.00 13.50 38.0 60.00 16 IR/L.. 200 1
C4 SIR-15065-22 40.00 25.00 15.40 42.0 65.00 22 IRIL.. 200 1
C4 SIR/L-17070-16 40.00 29.00 16.00 48.0 70.00 16 IR/L.. 200 1
C4 SIR/L-19070-22 40.00 29.00 17.90 48.0 70.00 22 IR/L.. 200 1
C4 SIR/L-22090-16 40.00 36.00 19.50 69.0 90.00 16 IR/L.. 200 1
C4 SIR/L-22090-22 40.00 38.00 21.40 69.0 90.00 22 IRIL. 200 1
C4 SIR/L-27080-16 40.00 44.00 23.50 60.0 80.00 16 IR/L.. 200 1
C4 SIR/L-27080-22 40.00 46.00 25.40 60.0 80.00 22 IRIL. 200 1
C5 SIR/L-12060-16 50.00 20.00 11.70 35.0 60.00 16 IR/L.. 200 1
C5 SIR/L-14060-16 50.00 25.00 13.50 36.0 60.00 16 IR/L.. 200 1
C5 SIR/L-15065-22 50.00 25.00 15.40 41.0 65.00 22 IRIL.. 200 1
C5 SIR/L-17070-16 50.00 29.00 16.00 47.0 70.00 16 IR/L.. 200 1
C5 SIR/L-19070-22 50.00 29.00 17.90 47.0 70.00 22 IRIL.. 200 1
C5 SIR/L-22090-16 50.00 36.00 19.50 68.0 90.00 16 IR/L.. 200 1
C5 SIR/L-22090-22 50.00 38.00 21.40 68.0 90.00 22 IR/L.. 200 1
C5 SIR/L-27105-16 50.00 44.00 23.50 84.0 105.00 16 IR/L.. 200 1
C5 SIR/L-27105-22 50.00 46.00 25.40 84.0 105.00 22 IRIL.. 200 1
C6 SIR/L-14070-16 63.00 25.00 13.50 42.0 70.00 16 IR/L.. 200 1
C6 SIR/L-17075-16 63.00 29.00 16.00 48.0 75.00 16 IR/L.. 200 1
C6 SIR/L-19075-22 63.00 29.00 17.90 48.0 75.00 22 IRIL.. 200 1
C6 SIR/L-22090-16 63.00 36.00 19.50 64.0 90.00 16 IR/L.. 200 1
C6 SIR/L-22090-22 63.00 38.00 21.40 64.0 90.00 22 IRIL. 200 1
C6 SIR/L-27105-16 63.00 44,00 23.50 80.0 105.00 16 IR/L.. 200 1
C6 SIR/L-27105-22 63.00 46.00 25.40 80.0 105.00 22 IRIL.. 200 1

() Coolant pressure (Bar)

(2 1 - Sjot for data chip, O - Without slot for data chip
Inserts: GTMA ¢ IR-BUT e IR-EL ¢ IR-MJ e IR/L-55° ¢ IR/L-60° ¢ IR/L-ABUT e IR/L-ACME e IR/L-API e IR/L-API RD
e |R/L-BSPT e IR/L-ISO e IR/L-NPT e IR/L-NPTF e IR/L-PG ¢ IR/L-RND e IR/L-SAGE e IR/L-STACME ¢ IR/L-TR e IR/L-UN ¢ IR/L-UNJ e IR/L-W ¢ GTGA

| N C H
Designation DCONMS DMIN WF LU LF Insert cP® cDI®

C4 SIR/L-12060-16 1.575 787 461 1.457 2.362 16 IR/L.. 2900 1
C4 SIR/L-14060-16 1.575 984 .531 1.496 2.362 16 IR/L.. 2900 1
C4 SIR-15065-22 1.575 984 .606 1.654 2.559 22 IRIL.. 2900 1
C4 SIR/L-17070-16 1.575 1.142 .630 1.890 2.756 16 IR/L.. 2900 1
C4 SIR/L-19070-22 1,575 1.142 .705 1.890 2.756 22 IR/L.. 2900 1
C4 SIR/L-22090-16 1.575 1.417 .768 2.717 3.543 16 IR/L.. 2900 1
C4 SIR/L-22090-22 1.575 1.496 .843 2.717 3.543 22 IRIL.. 2900 1
C4 SIR/L-27080-16 1,575 1.732 .925 2.362 3.150 16 IR/L.. 2900 1
C4 SIR/L-27080-22 1.575 1.811 1.000 2.362 3.150 22 IRIL.. 2900 1
C5 SIR/L-12060-16 1.968 787 461 1.378 2.362 16 IR/L.. 2900 1
C5 SIR/L-14060-16 1.968 984 .531 1.417 2.362 16 IR/L.. 2900 1
C5 SIR/L-15065-22 1.968 984 .606 1.614 2.559 22 IRIL.. 2900 1
C5 SIR/L-17070-16 1.968 1.142 .630 1.850 2.756 16 IR/L.. 2900 1
C5 SIR/L-19070-22 1.968 1.142 .705 1.850 2.756 22 IR/L.. 2900 1
C5 SIR/L-22090-16 1.968 1.417 .768 2677 3.543 16 IR/L.. 2900 1
C5 SIR/L-22090-22 1.968 1.496 .843 2.677 3.543 22 IRIL. 2900 1
C5 SIR/L-27105-16 1.968 1.732 .925 3.307 4134 16 IR/L.. 2900 1
C5 SIR/L-27105-22 1.968 1.811 1.000 3.307 4134 22 IRIL.. 2900 1
C6 SIR/L-14070-16 2480 984 531 1.654 2.756 16 IR/L.. 2900 1
C6 SIR/L-17075-16 2.480 1.142 .630 1.890 2.953 16 IR/L.. 2900 1
C6 SIR/L-19075-22 2.480 1.142 .705 1.890 2.953 22 IRIL.. 2900 1
C6 SIR/L-22090-16 2.480 1.417 .768 2.520 3.543 16 IR/L.. 2900 1
C6 SIR/L-22090-22 2.480 1.496 843 2.520 3.543 22 IRIL. 2900 1
C6 SIR/L-27105-16 2.480 1.732 .925 3.150 4134 16 IR/L.. 2900 1
C6 SIR/L-27105-22 2.480 1.811 1.000 3.150 4134 22 IRIL.. 2900 1

() Coolant pressure (PSI)
(2 1 - Sjot for data chip, O - Without slot for data chip
Inserts: GTMA o IR-BUT e IR-EL ® IR-MJ ¢ IR/L-55° ¢ IR/L-60° e IR/L-ABUT e IR/L-ACME e IR/L-API e IR/L-API RD
e |R/L-BSPT e IR/L-ISO e IR/L-NPT e IR/L-NPTF e IR/L-PG ¢ IR/L-RND e IR/L-SAGE e IR/L-STACME ¢ IR/L-TR e IR/L-UN ¢ IR/L-UNJ e IR/L-W ¢ GTGA
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ISCARTHREAD
MGSIR/L = OfX/OHN ™
Solid Carbide Bars for Internal AT % ,,,,,,, ,@@ B}
Turning and Threading DMIN
4 bconms

L~

WE®—<H

L LF ! Right-hand shown

Designation DCONMS LF OHN® OHX® WF DMIN &

MGSIR/L 06-06 6.00 59.00 16.0 420 390 7.00 SR 14-552 T-6/5
MGSIR/L 08-06 8.00 72.00 20.0 56.0 5.00 9.20 SR 14-552 T-6/5

* |n order to maintain high machining reliability, we strongly recommend replacing the clamping screw every 10 insert indexes
() Minimum overhang in adjustment range

2 Maximum overhang in adjustment range

Inserts: IR/L-55° o IR/L-60°  IR/L-BSPT e IR/L-ISO * IR/L-NPT e IR/L-NPTF e IR/L-UN e IR/L-W

Designation DCONMS LF OHN() OHXP WF DMIN &

MGSIR/L 06-06 .236 2.323 63 1.654 154 276 SR 14-552 T-6/5
315 2.835 .79 2.205 197 .362 SR 14-552 T-6/5
® |n order to maintain high machining reliability, we strongly recommend replacing the clamping screw every 10 insert indexes
() Minimum overhang in adjustment range

2 Maximum overhang in adjustment range
Inserts: IR/L-55° o IR/L-60° ® IR/L-BSPT e IR/L-ISO ¢ IR/L-NPT e IR/L-NPTF e IR/L-UN e IR/L-W

FLASH7 viRin

ECO LINE

Wi SrEnine

AVC-D-SIR/L
Interchangeable Boring Heads
for Threading Inserts

M E
Designation DCONMS DMIN LF CSP@
AVC-D25-SIR/L-16 25.00 29.00 26.00 1
AVC-D32-SIR/L-16 32.00 36.00 27.00 1
AVC-D40-SIR/L-16 (1 40.00 44,00 30.00 1
AVC-D32-SIR/L-22 32.00 38.00 32.00 1
AVC-D40-SIR/L-22 (1) 40,00 46.00 38.00 1

() DMIN of 50mm shank is DMIN of requested head + 10mm

* DMIN of 60mm shanks is DMIN of requested head + 20mm

(2 0 - Without coolant supply, 1 - With coolant supply

Inserts: GTGA ¢ GTMA ¢ IR-BUT ¢ IR-EL ¢ IR-MJ ¢ IR/L-55°  IR/L-60° ® IR/L-ABUT e IR/L-ACME e IR/L-API

e |R/L-APIRD e IR/L-BSPT e IR/L-ISO e IR/L-NPT e IR/L-NPTF ¢ IR/L-PG ¢ IR/L-RND e IR/L-SAGE ¢ IR/L-STACME e IR/L-TR @ IR/L-UN e IR/L-UNJ e IR/L-W

| N (& H

Designation WF DCONMS DMIN LF CSP@
AVC-D25-SIR/L-16 638 984 1.142 1.024 1
AVC-D32-SIR/L-16 776 1.260 1.417 1.063 1
AVC-D40-SIR/L-16 (1) 933 1.575 1.732 1.181 1
AVC-D32-SIR/L-22 .850 1.260 1.496 1.260 1
AVC-D40-SIR/L-22 (1) 1.008 1.575 1.811 1.496 1

() DMIN of 1.968" shank is DMIN of requested head + 0.394"

e DMIN of 2.362" shanks is DMIN of requested head + 0.787"

(2 0 - Without coolant supply, 1 - With coolant supply

Inserts: GTGA ® GTMA ¢ IR-BUT ¢ IR-EL ¢ IR-MJ e IR/L-55° o IR/L-60° * IR/L-ABUT ¢ IR/L-ACME e IR/L-API

¢ IR/L-APIRD e IR/L-BSPT e IR/L-ISO ¢ IR/L-NPT e IR/L-NPTF e IR/L-PG * IR/L-RND e IR/L-SAGE ¢ IR/L-STACME e IR/L-TR ® IR/L-UN e IR/L-UNJ e IR/L-W

Member IMC Group
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CUTGHIF
AVC-GEAIR/L ChX ‘Eﬁ E
Internal Grooving, Turning i
and Threading Adapters ijMlN :Ea m
o T
Right-hand shown

M E T R 1 (&

Designation DMIN CWN( cwx®@ DCONMS CDX® WF LF wB BAWS MIID¥

AVC-D16-GEAIR/L-2 21.00 1.90 240 16.00 3.00 12.00 14.50 1.60 45 GEPI2.00-0.10
AVC-D16-GEAIR/L-3 21.00 240 2.70 16.00 3.00 12.00 14.50 2.00 45 GEPI3.00-0.20
AVC-D20-GEAIR/L-2 26.00 1.90 240 20.00 3.00 14.70 1350 1.60 15 GEPI2.00-0.10
AVC-D20-GEAIR/L-3 26.00 240 3.18 20.00 3.00 14.70 13.50 2.00 15 GEPI3.00-0.20
AVC-D25-GEAIR/L-2 31.00 1.90 240 25.00 4.00 17.50 17.50 1.60 15 GEPI2.00-0.10
AVC-D25-GEAIR/L-3 31.00 240 318 25.00 4.00 17.50 17.50 2.00 15 GEPIB.00-0.20
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¢ Using the adapters with CAMFIX holders is only possible in case the machine has an option for rotating the CAMFIX Axis
() Minimum cutting width

) Maximum cutting width

@) Cutting depth maximum

@) Master insert identification

Inserts: GEMI e GEMI (full radius) ® GEPI e GEPI (full radius) ® GEPI-MT e GEPI-WT

Holders: AV-D e C#-SH-E-JHP e C#-SH-JHP e SH-D e SH-S#-N-AVC

1 N C H
Designation DMIN CWN( CWx®@ DCONMS CDX® WF LF WB BAWS MIID®)

AVC-D16-GEAIR/L-2 827 075 .094 .630 118 472 571 063 45 GEPI2.00-0.10
AVC-D16-GEAIR/L-3 827 .094 .106 630 118 472 571 079 45 GEPI3.00-0.20
AVC-D20-GEAIR/L-2 1.024 075 .094 787 118 579 531 .063 15 GEPI2.00-0.10
AVC-D20-GEAIR/L-3 1.024 .094 125 787 118 579 531 079 15 GEPI3.00-0.20
AVC-D25-GEAIR/L-2 1.220 075 .094 .984 157 .689 689 .063 15 GEPI2.00-0.10
AVC-D25-GEAIR/L-3 1.220 094 125 984 157 .689 689 079 15 GEPI 3.00-0.20

¢ Using the adapters with CAMFIX holders is only possible in case the machine has an option for rotating the CAMFIX Axis
() Minimum cutting width

2 Maximum cutting width

() Cutting depth maximum

@) Master insert identification

Inserts: GEMI e GEMI (full radius) ® GEPI e GEPI (full radius) ® GEPI-MT e GEPI-WT

Holders: AV-D o C#-SH-E-JHP e C#-SH-JHP e SH-D e SH-S#-N-AVC

ISCAR




CUTGiHir
AVC-GAIR/L

Internal Grooving Turning
and Threading Adapters

i =
i

Right-hand shown

Designation CWN®@ CWX® DCONMS CDX¥ WF LF WB BAWS
AVC-D32-GAIR/L-2 1.50 2.10 32.00 3.00 20.00 23.00 1.20 30
AVC-D32-GAIR/L-3 2.10 3.00 32.00 3.00 20.00 23.00 1.80 30
AVC-D32-GAIR/L-4 3.00 4.50 32.00 5.00 22.00 23.00 2.50 30
AVC-D32-GAIR/L-5 450 6.40 32.00 5.00 22.00 26.00 4.00 30
AVC-D40-GAIR/L-2 (1) 1.50 210 40.00 3.00 24.00 23.00 1.20 30
AVC-D40-GAIR/L-3 (1) 2.10 3.00 40.00 4.00 25.00 23.00 1.80 30
AVC-D40-GAIR/L-4 3.00 4.50 40.00 7.00 28.00 23.00 2.50 30
AVC-D40-GAIR/L-5 4.50 6.40 40.00 7.00 28.00 26.00 4.00 30

¢ When using TIPI inserts, toolholder seat needs to be modified according to insert profile to ensure clearance

e Using the adapters with CAMFIX holders is only possible in case the machine has an option for rotating the CAMFIX Axis

() DMIN of 50mm shank is DMIN of requested head + 10mm e DMIN of 60mm shanks is DMIN of requested head + 20mm

@ Minimum cutting width

(@) Maximum cutting width

@ Cutting depth maximum

Inserts: GIFI e GIFI-E e GIFI-E (full radius) ® GINI-E ® GIPI e GIPI (full radius W<M) e GIPI (full radius) ® GIPI (W<M) e GIPI-E e GIPI-RX/LX e TIPI-MT e TIPI-WT

Holders: AV-D e C#-SH-E-JHP e C#-SH-JHP e SH-D e SH-S#-N-AVC
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Designation CWN®@ CWX® DCONMS CDX® WF LF WB BAWS
AVC-D32-GAIR/L-2 .059 .083 1.260 118 787 .906 .047 30
AVC-D32-GAIR/L-3 .083 118 1.260 118 787 .906 071 30
AVC-D32-GAIR/L-4 118 Ar7 1.260 97 .866 .906 .098 30
AVC-D32-GAIR/L-5 A77 252 1.260 197 .866 1.024 157 30
AVC-D40-GAIR/L-2 (1 059 083 1.575 118 945 906 047 30
AVC-D40-GAIR/L-3 (1 083 118 1.575 157 984 906 071 30
AVC-D40-GAIR/L-4 118 A77 1.575 276 1.102 .906 .098 30
AVC-D40-GAIR/L-5 A77 252 1.575 276 1.102 1.024 157 30

* When using TIPI inserts, toolholder seat needs to be modified according to insert profile to ensure clearance

* Using the adapters with CAMFIX holders is only possible in case the machine has an option for rotating the CAMFIX Axis

() DMIN of 1.968" shank is DMIN of requested head + 0.394" ¢ DMIN of 2.362" shanks is DMIN of requested head + 0.787"

2 Minimum cutting width

(3 Maximum cutting width

) Cutting depth maximum

Inserts: GIFI o GIFI-E e GIFI-E (full radius) ® GINI-E e GIPI e GIPI (full radius W<M) e GIPI (full radius) ® GIPI (W<M) e GIPI-E e GIPI-RX/LX e TIPI-MT e TIPI-WT

Holders: AV-D e C#-SH-E-JHP e C#-SH-JHP e SH-D e SH-S#-N-AVC

CUTGrir
AVC-GAIC

Adapters for Internal Grooving,
Turning and Threading Blades

Designation DCONMS LF H OAH OAW

AVC-D32-GAIC-50 32.00 29.50 26.0 41.70 36.00
AVC-D40-GAIC-50 (1) 40.00 29,50 26.0 41.70 36.00
* For CGIN 26 blades

() When using 50mm shank, DMIN=DMIN of CGIN blade + 10mm e When using 60mm shank, DMIN=DMIN of CGIN blade + 20mm
Tools: CGIN 26

Designation DCONMS LF H OAH OAW
AVC-D32-GAIC-50 1.260 1.161 1.024 1.642 1.417
40-GAl 1.575 1.161 1.024 1.642 1.417
e For CGIN 26 blades
(1) When using 1.968" shank, DMIN=DMIN of CGIN blade + .394" e When using 2.362" shank, DMIN=DMIN of CGIN blade + .787"
Tools: CGIN 26

Member IMC Group
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Tools for External Grooving and Threading Inserts

NOTCHGHIF .= - S 3=
ISCARTHREAD R ; 1!“
FLASR/L e

N

External Tools for Grooving I
and Threading intended for WF‘ z
Swiss-Type Machines f

Designation H HF B CDX WF LF Insert

FLASR/L-1010M2 ! 10.0 10.0 10.0 3.51 10.00 150.00 FL/N_-2
FLASR/L-1212M2 ! 12.0 12.0 12.0 3.51 12.00 150.00 FL/IN_-2
FLASR-1616M2 ! 16.0 16.0 16.0 3.51 16.00 160.00 FL/AN_-2
FLASR/L-1616M3 ! 16.0 16.0 16.0 5.31 16.00 125.00 FL/IN_-3

() Seat size code

Inserts: 60° PARTIAL PROFILE THREADING FLT e 60° PARTIAL PROFILE THREADING FLT-CB e 60° PARTIAL PROFILE THREADING FLTF

¢ 60° PARTIAL PROFILE THREADING FLTK e 60° PARTIAL PROFILE THREADING FLTP e ACME THREADING FLA ¢ ACME THREADING FLA-PT-E

o ACME THREADING FLAS ¢ AMERICAN STANDARD BUTTRESS THREADING FLTB-A ¢ AMERICAN STANDARD BUTTRESS THREADING FLTB-B

e API PARTIAL PROFILE THREADING FLD ¢ API ROUND THREADING FLDC-RD-75 e API ROUND THREADING FLDC-RD-75-CB ¢ NPT THREADING FLDC-V-75

e STUB ACME THREADING FLAS-PT-E ¢ UN THREADING FLTC-E ¢ UNJ THREADING FLJ ¢ UNJ THREADING FLJF ¢ UNJ THREADING FLJK e UNJ THREADING FLJP

Designation H HF B CDX WF LF Insert

FLASR/L-062D d 375 375 375 138 .380 6.000 FL/IN_-2
FLASR/L-082D d 500 .500 .500 138 500 6.000 FL/IN_-2
FLASR-102B d .625 .625 625 138 630 4.500 FL/IN_-2
FLASR/L-103B J 625 .625 625 210 630 4.500 FL/IN_-3

() Seat size code

Inserts: 60° PARTIAL PROFILE THREADING FLT e 60° PARTIAL PROFILE THREADING FLT-CB e 60° PARTIAL PROFILE THREADING FLTF

e 60° PARTIAL PROFILE THREADING FLTK e 60° PARTIAL PROFILE THREADING FLTP e ACME THREADING FLA ¢ ACME THREADING FLA-PT-E

o ACME THREADING FLAS ¢ AMERICAN STANDARD BUTTRESS THREADING FLTB-A ¢ AMERICAN STANDARD BUTTRESS THREADING FLTB-B

e API PARTIAL PROFILE THREADING FLD e API ROUND THREADING FLDC-RD-75 e API ROUND THREADING FLDC-RD-75-CB e INF-RCB/LCB e INFD-RCB/LCB

e INFD-RCB/LCB-| * ING-RCB/LCB e ING/INGP-R/L ® INGD-R/L * INGD-RCB/LCB e INR-RCB/LCB e INR/INRP-R/L e INRD-R/L ¢ INT e NPT THREADING FLDC-V-75
e STUB ACME THREADING FLAS-PT-E e UN THREADING FLTC-E ¢ UNJ THREADING FLJ e UNJ THREADING FLJF ¢ UNJ THREADING FLJK

* UNJ THREADING FLJP

ISCAR



External Tools for Grooving and Threading for Swisstype Machines

ry _ 7/}
NoTcH<GRIF ] i T
FLSR/L bl
Tools for External Grooving F |1
and Threading Inserts - =CDX 4
[
WF Q X B
LB s
== j Right-hand shown

FLSR/L-2020M2
FLSR/L-2020M3
FLSR/L-2525M2
FLSR/L-2525M3
() Seat size code
Inserts: 60° PARTIAL PROFILE THREADING FLT e 60° PARTIAL PROFILE THREADING FLT-CB e 60° PARTIAL PROFILE THREADING FLTF
e 60° PARTIAL PROFILE THREADING FLTK e 60° PARTIAL PROFILE THREADING FLTP e ACME THREADING FLA ¢ ACME THREADING FLA-PT-E
o ACME THREADING FLAS ¢ AMERICAN STANDARD BUTTRESS THREADING FLTB-A ¢ AMERICAN STANDARD BUTTRESS THREADING FLTB-B
o API PARTIAL PROFILE THREADING FLD e API ROUND THREADING FLDC-RD-75 ¢ API ROUND THREADING FLDC-RD-75-CB e INF-RCB/LCB ¢ INFD-RCB/LCB
e INFD-RCB/LCB-I * ING-RCB/LCB  ING/INGP-R/L * INGD-R/L * INGD-RCB/LCB e INR-RCB/LCB e INR/INRP-R/L ¢ INRD-R/L ® INT e NPT THREADING FLDC-V-75
e STUB ACME THREADING FLAS-PT-E e UN THREADING FLTC-E  UNJ THREADING FLJ * UNJ THREADING FLJF ¢ UNJ THREADING FLJK
e UNJ THREADING FLJP
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Tools for Internal Grooving and Threading Inserts

< HGRIF

Z GROOVE-TURN LINE 3; ‘E m

0T ISCARTHREAD WI \ = - F

) A-FLER/L - 3 /(/ oconms | | oan | [ /rfl

Internal Grooving and Threading WF O\ _ \ ! &
I— Bars with Coolant Channels L‘ ‘ \/Q
LF

D ‘ ‘ Right-hand shown

<E | N C H

LU DCONMS DMIN WF LF Insert

oC AO8-FLER/L2 ) 500 730 440 8000 FLIN-2

I A16-FLER3 J 1.000 1.380 690 12.000 FL/IN-3
A16-FLEL3 | 1.000 1.375 .690 12.000 FL/IN-3

I_ A10-FLER2 ! 625 1.000 500 10.000 FL/IN-2
A20-FLER/L3 . 1.250 1.750 .880 14.000 FL/IN-3
A12-FLER/L2 | .750 1.130 560 10.000 FL/IN-2
A24-FLER/L3 | 1.500 2.000 1.000 14.000 FL/IN-3
A16-FLER/L2 J 1.000 1.375 690 12.000 FL/IN-2
A28-FLER3 | 1.750 2.250 1.130 14.000 FL/IN-3
A32-FLER/L3 J 2.000 2.500 1.250 16.000 FL/IN-3
A28-FLER/L4 . 1.750 2.250 1.250 16.000 FL/IN-4
A32-FLER/L4 d 2.000 2.750 1.300 16.000 FL/IN-4
A32-FLER5 | 2.000 2.820 1410 16.000 FL/IN-5
A32-FLER6 ! 2.000 2.750 1.380 16.000 FL/IN-6

* Use left-hand inserts on right-hand tools and vice versa

() Seat size code

Inserts: 60° PARTIAL PROFILE THREADING FLT e 60° PARTIAL PROFILE THREADING FLT-CB e 60° PARTIAL PROFILE THREADING FLTF

60° PARTIAL PROFILE THREADING FLTK e 60° PARTIAL PROFILE THREADING FLTP e ACME THREADING FLA e ACME THREADING FLA-PT-I

ACME THREADING FLAS e AMERICAN STANDARD BUTTRESS THREADING FLTB-A ¢ AMERICAN STANDARD BUTTRESS THREADING FLTB-B

API BUTTRESS THREADING FLDC-B-E ¢ API BUTTRESS THREADING FLDC-B-I ¢ APl PARTIAL PROFILE THREADING FLD ¢ API ROUND THREADING FLDC-RD-75
API ROUND THREADING FLDC-RD-75-CB @ API THREADING FLDC-E e API THREADING FLDC-I * INF-RCB/LCB e INFD-RCB/LCB e INFD-RCB/LCB-I
ING-RCB/LCB * ING/INGP-R/L ® INGD-R/L ® INGD-RCB/LCB ¢ INR-RCB/LCB ¢ INR/INRP-R/L ¢ INRD-R/L ® INT e NPT THREADING FLDC-NPT-E

NPT THREADING FLDC-NPT-I ¢ NPT THREADING FLDC-V-75 ¢ STUB ACME THREADING FLAS-PT-I ® UN THREADING FLTC-I * UNJ THREADING FLJ

UNJ THREADING FLJF ¢ UNJ THREADING FLJK ¢ UNJ THREADING FLJP
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Straight Shank CD
S$-570 7@
Steel Shanks with Through CLONS 8 z
Coolant for HS-Type e CNT Z
Interchangeable Heads LF m
D)
| N H |_
Designation DCONMS LF CZCWSH) CNT N
S$-570-10-16 625 4.210 HS16 1/8 - 27TNPT <
$-570-12-20 750 5.200 HS20 1/4 - 18NPT LIJ
$-570-16-25 1.000 7.200 HS25 1/4 - 18NPT
$-570-20-32 1.250 8.740 HS32 3/8 - 18NPT CC
S-570-24-40 1500 10.750 Hs40 1/2 - 14NPT T
$-570-32-50 2.000 14.410 HS50 1/2 - 14ANPT |_
() Connection size code workpiece side
Tools: HS-FLER
Straight Shank
S-4400W f
Steel Shanks with Through CZOWS . .
Coolant for H-Type B —— om@
Interchangeable Heads L LF ‘
| N H
Designation DCONWS LF czcws CNT
S-4416W 1.0000 9.000 H16 1/4-18NPT
S-4424W 1.5000 10.000 H24 3/8-18NPT
S-4428W 1.7500 12.000 H28 3/8-18NPT
S-4432W 2.0000 13.000 H32 3/8-18NPT
S-4440W 2.5000 17.000 H40 3/8-18NPT
() Connection size code workpiece side
Tools: H-FLER

e
|||"@'|
lll

Grooving and Threading
Interchangeable Heads (HS-Type)

NOTCH<GirF . -
. 1 &l |
HS-FLER — / \ - e
| BN |

(

) #

Right-hand shown

Designation SSC) DCONMS DMIN WF LF Insert

HS32-FLER3W 0 1.260 1.730 880 1.625 FL/IN-3L
HS40-FLER3W 0 1.675 2.210 1.000 1.625 FL/IN-3L
HS50-FLER3W 0 1.970 2.760 1.380 1.650 FL/IN-3L
HS50-FLER4W 0 1.970 2.760 1.380 1.650 FL/N-4L
HS60-FLER4W 0 2.360 3.480 1.740 1.750 FL/IN-4L

* Lefthand heads on request

e Use left-hand inserts on right-hand tools and vice versa
* Compatible with standard market adaptation

() Seat size code

Holders: 8-570
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PICCOCUT Picco MG/PCO and ACE Holders

Z
Z PASSCUT Lt s —
PICCO/MG PCO (Holder) @ Eliﬁ @ r
m Holders for PICCO-CUT Inserts
D and Small Diameter Boring Bars LE i L] . v
BD E Joconms 4 —— 7 DCONWS.2  DOONMS
I_ o OAL () 7@ OAL- S B = )
D DCONWS DCONWS
5 M E T R | C
m Designation DCONMS DCONWS DCONWS_ 2 OAL LH LSCMS H BD Fig. @ / @ %
I PICCO 12-4-5 12.00 4,00 5.00 7500 1000  55.00 103 - 2 SRMSX4-PF HW25
|_ PICCO 16-4-5 16.00 400 5.00 7500 1000  55.00 14.0 2 SRMBX6-PF HW25
PICCO 20-4-5 20.00 4,00 5.00 90.00 1000  70.00 18.0 2 SRMSX6-PF HW25
PICCO 22-4-5 (1) 22.00 4,00 5.00 9000 1000 7000 200 2 SRMSX6-PF HW 25
PICCO 16-6-7 16.00 6.00 7.00 7500 1000  55.00 14.0 2 SRMBX6-PF HW25
PICCO 20-6-7 20.00 6.00 7.00 9000 1000  70.00 18.0 2 SRMSX6-PF HW25
PICCO 22-6-7 (V) 22.00 6.00 7.00 9000 1000  70.00 20.0 - 2 SRMsX6-PF HW25
MG PCO-12-6 12.00 6.00 - 7500 1500  50.80 110 1800 1 SRMSX6-PF HW25
MG PCO-16-6-8 16.00 6.00 8.00 7500 1000  55.00 140 - 2 SRMBX6-PF HW25 MG PCO-SPCR8
MG PCO-20-6-8 20.00 6.00 8.00 9000 1000  70.00 18.0 2 SRMSX6-PF HW 25 MG PCO-SPCR8
MG PCO-22-6-8 (1) 22,00 6.00 8.00 9000 1000  70.00 20.0 2  SRMSX6-PF HW25 MG PCO-SPCR8
MG PCO-25-6-8 25.00 6.00 8.00 9000 1000 7000 230 - 2 SRMSX6-PF HW25 MG PCO-SPCR8
MG PCO-16-9 16.00 9.00 - 7500 1500  53.00 150 2000 1 SRMBSX6-PF HW25 PL16

* Holders are suitable for right- and left-hand inserts, and boring bars
™) Tools for Swiss-type CNC
Tools: PICIN-MGSIR/L e PICIN-SCLCR/L e PICIN-SWUBR/L

Designation DCONMS DCONWS DCONWS_2 OAL LH LSCMS H BD Fig. @ / @ /
PICCO 12.7-4-5 .500 157 197 2950 .394 2170 410 - 2 SRMBX4-PF HW25
PICCO 15.9-4-5 .625 157 197 2950 .394 2170 550 - 2 SRMBX6-PF  HW25
PICCO 19-4-5 .750 157 197 3540 394 2760 710 - 2 SRMBX6-PF  HW25
PICCO 25.4-4-5 (1) 1.000 157 197 3.543 394 2756 921 - 2 SRMBX6-PF  HW25
PICCO 15.9-6-7 .625 236 276 2950 .394 2170 650 - 2 SRMBX6-PF  HW25
PICCO 19-6-7 .750 236 276 3540 394 2760 710 - 2 SRMBX6-PF  HW25
PICCO 25.4-6-7 (! 1.000 236 276 3543 394 275 921 - 2 SRMBX6PF  HW25
MG PCO-12.7-6 .500 236 - 3.000 .590  2.090 460 709 1 SRMBSX6-PF  HW25
MG PCO-15.9-6-8 .625 236 315 3000 .390 2170 1551l - 2 SRMBX6-PF  HW25 MG PCO-SPCR8
MG PCO-19-6-8 .750 236 315 3500 .390 2760 709 - 2 SRMBX6-PF HW25 MG PCO-SPCR8
MG PCO-25.4-6-8 (1) 1.000 236 315 3543 394 2756 921 - 2 SRMBX6-PF  HW25 MG PCO-SPCR8
MG PCO-16-9 .630 354 - 2.953 591 2.087 591 787 1 SRMBX6-PF  HW25 PL 16
* Holders are suitable for left- and right-hand inserts, and boring bars
™) Tools for Swiss-type CNC
Tools: PICIN-MGSIR/L e PICIN-SCLCR/L e PICIN-SWUBR/L
MG PCO...-6-8

Back Stopper
MG PCO-SPCR8
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ACECUT
A A
PICCO ACE ; = Lt fﬂﬁ
Holders for PICCO-CUT Inserts BD DCONWS & ki l]:{', J-- DCONMS 1@77 H
R w— | : 7.
N LSCMS— |
OAL

Designation DCONMS  DCONWS BD OAL LH LSCMS H @ /
PICCO ACE 12-4 12.00 4.00 14.50 85.00 23.00 53.00 10.3 PL 16 M6-D5  WRENCH ACE 4-5
PICCO ACE 12-5 12.00 5.00 14.50 85.00 23.00 53.00 10.3 PL 16 M6-D5  WRENCH ACE 4-5
PICCO ACE 16-4 16.00 4.00 14.50 85.00 21.50 53.50 14.0 PL 16 M6-D5  WRENCH ACE 4-5
PICCO ACE 16-5 16.00 5.00 14.50 85.00 21.50 53.00 14.0 PL 16 M6-D5 ~ WRENCH ACE 4-5
PICCO ACE 16-6 16.00 6.00 19.90 85.00 23.00 53.50 14.0 PL 16 M6-D5  WRENCH ACE 6-7
PICCO ACE 16-7 16.00 7.00 19.90 85.00 23.00 53.50 14.0 PL 16 M6-D5 ~ WRENCH ACE 6-7
PICCO ACE 20-4 20.00 4.00 14.50 150.00 21.50 118.00 18.0 PL16 M6-D5  WRENCH ACE 4-5
PICCO ACE 20-5 20.00 5.00 14.50 150.00 21.50 118.00 18.0 PL 16 M6-D5  WRENCH ACE 4-5
PICCO ACE 20-6 20.00 6.00 19.90 150.00 21.50 118.00 18.0 PL 16 M6-D5  WRENCH ACE 6-7
PICCO ACE 20-7 20.00 7.00 19.90 150.00 21.50 118.00 18.0 PL16 M6-D5  WRENCH ACE 6-7
PICCO ACE 22-4 22.00 4.00 14.50 150.00 21.50 118.00 20.0 PL 16 M6-D5  WRENCH ACE 4-5
PICCO ACE 22-5 22.00 5.00 14.50 150.00 21.50 118.00 20.0 PL16 M6-D5  WRENCH ACE 4-5
PICCO ACE 22-6 22.00 6.00 19.90 150.00 21.50 118.00 20.0 PL16 M6-D5  WRENCH ACE 6-7
PICCO ACE 22-7 22.00 7.00 19.90 150.00 21.50 118.00 20.0 PL 16 M6-D5  WRENCH ACE 6-7
PICCO ACE 25-4 25.00 4.00 14.50 150.00 21.50 118.00 20.0 PL 16 M6-D5 ~ WRENCH ACE 4-5
PICCO ACE 25-5 25.00 5.00 14.50 150.00 21.50 118.00 20.0 PL 16 M6-D5  WRENCH ACE 4-5
PICCO ACE 25-6 25.00 6.00 19.90 150.00 21.50 118.00 20.0 PL 16 M6-D5  WRENCH ACE 6-7
PICCO ACE 25-7 25.00 7.00 19.90 150.00 21.50 118.00 20.0 PL16 M6-D5  WRENCH ACE 6-7
Holders are suitable for right- and left-hand PICCO inserts

©)
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Designation DCONMS  DCONWS BD OAL LH LSCMS H @ %

PICCO ACE 12.7-4 .500 157 571 3.346 .906 2.087 457 PL16M6-D5  WRENCH ACE 4-5
PICCO ACE 12.7-5 .500 197 571 3.346 .906 2.087 457 PL16M6-D5  WRENCH ACE 4-5
PICCO ACE 15.9-4 625 157 571 3.346 .846 2.087 551 PL16M6-D5  WRENCH ACE 4-5
PICCO ACE 15.9-5 625 197 571 3.346 846 2.087 1551 PL16M6-D5  WRENCH ACE 4-5
PICCO ACE 15.9-6 625 236 .783 3.346 .906 2.087 551 PL16M6-D5  WRENCH ACE 6-7
PICCO ACE 15.9-7 625 276 .783 3.346 .906 2.087 551 PL16 M6-D5  WRENCH ACE 6-7
PICCO ACE 19-4 .750 157 571 5.906 .846 4.646 877 PL16M6-D5  WRENCH ACE 4-5
PICCO ACE 19-5 .750 197 571 5.906 .846 4.646 877 PL16M6-D5  WRENCH ACE 4-5
PICCO ACE 19-6 .750 236 .783 5.906 .906 4.646 677 PL16 M6-D5  WRENCH ACE 6-7
PICCO ACE 19-7 .750 276 .783 5.906 .906 4.646 877 PL16 M6-D5  WRENCH ACE 6-7
PICCO ACE 25.4-4 1.000 157 571 5.906 .846 4.646 .905 PL16M6-D5  WRENCH ACE 4-5
PICCO ACE 25.4-5 1.000 197 571 5.906 846 4.646 905 PL16M6-D5  WRENCH ACE 4-5
PICCO ACE 25.4-6 1.000 236 .783 5.906 .846 4.646 .905 PL16 M6-D5  WRENCH ACE 6-7
PICCO ACE 25.4-7 1.000 276 .783 5.906 846 4.646 .905 PL16M6-D5  WRENCH ACE 6-7

e Holders are suitable for right- and left-hand PICCO inserts

Pins l ' Body

Locking shim — =

Cap

/ N Wrench
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ACEJET

JETP{CCO HOLDER

PICCO ACE-N
Holders for PICCO-JET Inserts
with Inner Coolant Channels

Designation

PICCO ACE 16-4N
PICCO ACE 16-5N
PICCO ACE 16-6N
PICCO ACE 16-7N
PICCO ACE 20-4N
PICCO ACE 20-5N
PICCO ACE 20-6N
PICCO ACE 20-7N
PICCO ACE 22-4N
PICCO ACE 22-5N
PICCO ACE 22-6N
PICCO ACE 22-7N
PICCO ACE 25-4N
PICCO ACE 25-5N
PICCO ACE 25-6N
PICCO ACE 25-7N

* Holders are suitable for right and left-hand PICCO...-N type solid tools only

ACEJET

JETPICCO HOLDER

PICCO ACE-N
Holders for PICCO-JET Inserts
with Inner Coolant Channels

Designation

PICCO ACE 15.9-7N
PICCO ACE 19-4N
PICCO ACE 19-5N
PICCO ACE 19-6N

PICCO ACE 19-7N

PICCO ACE 25.4-6N

PICCO ACE 25.4-7N
¢ Holders are suitable for right and left-hand PICCO...-N type solid tools only

ISCAR

E T R |
DCONMS DCONWS OAL LSCMS LB H
16.00 4.05 115.00 68.00 90.00 14.0
16.00 5.05 115.00 68.00 90.00 14.0
16.00 6.05 115.00 68.00 90.00 14.0
16.00 7.05 115.00 68.00 90.00 14.0
20.00 4.05 115.00 68.00 90.00 18.0
20.00 5.05 115.00 68.00 90.00 18.0
20.00 6.05 115.00 68.00 90.00 18.0
20.00 7.05 115.00 68.00 90.00 18.0
22,00 405 115.00 68.00 90.00 20.0
22.00 5.05 115.00 68.00 90.00 20.0
22.00 6.05 115.00 68.00 90.00 20.0
22.00 7.05 115.00 68.00 90.00 20.0
25.00 4.05 115.00 68.00 90.00 23.0
25.00 5.05 115.00 68.00 90.00 23.0
25,00 6.05 115.00 68.00 90.00 23.0
25.00 7.05 115.00 68.00 90.00 23.0
OAL
-—F——}{——1 bconms @

| N C H
DCONMS DCONWS OAL LSCMS LB H
625 278 4.528 2.520 3.543 551
.750 1569 4.528 2.520 3.543 B77
.750 199 4.528 2.520 3.543 B77
750 238 4.528 2.520 3.543 B77
750 278 4.528 2.520 3.543 B77
1.000 238 4.528 2.520 3.543 .905
1.000 278 4.528 2.520 3.543 .905




PASSJET

JETPICCO HOLDER

PICCO-N (Holder)
Holders for PICCO-JET Inserts

Ty
-DCONMS @ }F
L]

DCONWS_2
1]

with Inner Coolant Channels

LSCMS H @
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Designation DCONMS DCONWS DCONWS_2 OAL
PICCO 16-4-5N 16.00 4.05 5.05 85.00 45.00 14.0 SR M5X0.5X6 T10
PICCO 20-4-5N 20.00 4.05 5.05 100.00 60.00 18.0 SR M5X0.5X8 T10
PICCO 22-4-5N 22.00 4.05 5.06 100.00 60.00 20.0 SR M5X0.5X8 T10
PICCO 16-6-7N 16.00 6.05 7.05 85.00 45.00 14.0 SR M5X0.5X6 T10
PICCO 16-6-8N 16.00 6.05 8.00 85.00 45.00 14.0 SR M5X0.5X6 T10
PICCO 20-6-7N 20.00 6.05 7.06 100.00 60.00 18.0 SR M5X0.5X8 T10
PICCO 20-6-8N 20.00 6.05 8.00 100.00 60.00 18.0 SR M5X0.5X8 T10
PICCO 22-6-7N 22.00 6.05 7.06 100.00 60.00 20.0 SR M5X0.5X8 T10
* Holders are suitable for right- and left-hand inserts, and boring bars
PASSJET OAL

JETPICCO HOLDER

PICCO-N (Holder)
Holders for PICCO-JET Inserts

E%ﬁ —Dco:NMS @ ﬁ

~{ .787 [<~— LSCMS

with Inner Coolant Channels

*DCONW872

LSCMS H @

Designation DCONMS DCONWS DCONWS_2 OAL

PICCO 19-4-5N .750 159 199 3.937 2.362 677 SR M5X0.5X6 T10
PICCO 25.4-4-5N 1.000 159 199 4134 2.559 .921 SR M5X0.5X10 T10
PICCO 16-6-8N .630 238 315 3.346 1.772 .551 SR M5X0.5X6 T10
PICCO 19-6-7N .750 238 278 3.937 2.362 677 SR M5X0.5X6 T10
PICCO 20-6-8N 787 .238 315 3.937 2.362 .709 SR M5X0.5X8 T10
PICCO 25.4-6-7N 1.000 .238 278 4134 2.559 .921 SR M5X0.5X10 T10

* Holders are suitable for left- and right-hand inserts, and boring bars
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Today, thread milling is increasingly used to produce external
and internal threads. Some of the many advantages include:

With thread mills, either right- or left-handed threads

can be produced using the same tooling.

No need to change the tool for production of

different thread diameters - one tool is suitable

for various thread milling diameters.

Thread length milling in one pass.

Machine load low.

Machining difficult to cut materials.

Thread milling next to the bottom of blind hole.

Bottom thread relief not required.

Excellent and controlled thread surface finish.

Indexability and repeatability when changing or replacing cutter.
No problems with removing and replacing a broken tool: it is
possible to extract the broken tool without damaging the part.
Easy and efficient machining for thread milling

in CNC milling machining centers.

Threading in asymmetric parts.

e There is no limit to the size of the part

where threading is required.

ISCAR offers a wide range of cutter
diameters for all types of threads.

The principle of thread milling production
is based on the following:

The cutter is located parallel to the part axis along the required
thread. The cutter rotates around itself and enters into the

part radially or tangentially until reaching the required depth
depending on the thread type. Simultaneously, rotary motion of
the cutter around its axis moves spirally along the whole length
of the requested thread. The cutter movement along the thread
length while completing one round around the part is equal

to the pitch of requested thread. In this way, the threading

is done while completing 1-1.3 turns of the tool around the
workpiece; 0.3 turn is necessary for a full plunge of the cutter
to the thread depth (at start thread production) and overlap

the plunge location of cutting (at end thread production).
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ISCAR offers a wide range of thread milling cutters that provide solutions for both
external and internal threading according to most standards.

The design of the ISCAR cutter for thread milling operations contain:
Solid tools.

Asembled carrying indexable inserts.
Assembled with exchangeable cutting heads.

SOLIDTHREAD

The cutting area is suitable for multi-threads as well as one-thread. The thread profile is divided into
full- and partial-profile tools. Similar to common milling tools, these thread milling cutters have a shell mill
(with a central bore) and an endmill (with shank) design configurations. ISCAR's products for thread
milling operations can be divided into four main groups, each containing several families / lines:

MTEC, MTECB MTECZ, MTECQ MTECS, MTECSH

MULTI-MASTER

MM TRD
T-SLOT

MT-...-MM

T <

SD TRD
MILLTHREAD Indexable

MTECI-A60

endmill endmill endmill
MTE MTSRH MTSR M.IL. S.P
endmill endmill
MTSR M.I. S.P.-U MTET

=" ~ -
shell mill shell mill shell mill
MTF-MULTI MTSRH MTFLE

ISCAR




ISCAR offers a line of solid carbide endmills for thread milling operations. These tools, with diameters from
0.72 mm to 20 mm by metric system or from 0.045 inch to 0.75 inch by imperial and United States customary
systems and varied in form, are intended for machining all types of materials such as: steel, stainless steel,
cast iron, etc. The tools differ in cutting geometry, helix angle, number of flutes, length and grades.

ISCAR catalogs and leaflets contain detailed guidelines for using the solid carbide endmills in thread milling.

Commonly, tool selection and cutting data depend on application requirements and workpiece material.

Cutting tool manufacturers, from small shops to world-known companies, produce solid carbide endmills of the same sizes
that often seem like copies of each other. However, despite a formal resemblance, there is a great difference in performance
and tool life of the cutters. The reason lies in carbide grades, grinding technology and cutting geometry features.

SRR ey
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SOLIDTHREAD - Designation Code Key
o]
1 2 3 4 5 6 7 8

MTEC — mill thread endmill carbide

[1 |Endmill Type |6 |Thread Pitch
|:| — without coolant channel value by number
B — central coolant channel e for metric threading in mm
Z — coolant holes in flutes e forinch threading in TPI
Q — central coolant hole and reduced neck diameter |1|Thread Standard
S — for smallinternal threads for general use :
SH — for small internal threads in hard materials ISO — 180 rTwetnc
I — single-point design of cutting head UN — american UN
w — whitworth
|_|Shank Diameter (DCONMS) BSPT — british standard pipe thread
I NPT — american national pipe thread
- DCONMS
|8|Grade

IC908, 1C903, IC902

Main Advantages:

¢ |In most of cases complete thread length by one axial pass.
Reduce cutting time due to large number of
flutes relative to the endmill diameter.

|i|No. of Flutes

C — 3flutes e Thread relief in the bottom of a blind hole is not required.
D — 4flutes e Same endmill used for right and left-hand thread.

E — b5flutes e Excellent surface finish.

F — 0Gflutes e Same endmill can be used for variety of materials.

|_|Length of Thread (APMX)

260 ISCAR
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MTEC (Mill Thread Endmills Carbide) Family - solid carbide
thread mills without coolant channels, usually suitable for
internal and external thread milling.

This family can be used in thread production of all

types materials except gummy and sticky materials.

MTEC endmills are available with cutting diameters
from 2.2 mm up to 20 mm by metric system or
from 0.087 inch to 0.75 inch by imperial and United
States customary systems. This product line offers a
solution for full profiles for most popular standards.

+ DCONMS
v

MTECB (Mill Thread Endmills Carbide Bore) Family -

solid carbide thread mills with coolant hole, recommended
for internal thread milling in blind holes and usually can
also be used for production of external thread milling.

The coolant hole improve tool life in all thread milling
applications. In blind holes where the chips of especially
soft materials (stainless steel and high-temp alloys)

tend to be re-cut and stick to the machined area, the
coolant stream coming from the bottom in an upward
direction flushes them out of the hole very efficiently.

MTECB endmills are available with cutting diameters
from 3.1 mm up to 20 mm by metric system or
from 0.181 inch to 0.75 inch by imperial and United
States customary systems. This line offers a solution
for full profiles for most popular standards.

Member IMC Group
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MTECZ (Mill Thread Endmills Carbide Z) - these are
internal solid carbide thread mills with internal coolant
holes directed to the cutting edges along the flutes.

The endmills should be used on machines with coolant
through the spindle, for applications of through hole,
where the tools with frontal cooling holes (MTECB) are
inefficient. MTECZ also can be used for production internal
thread in blind holes and for external thread milling.

The coolant holes improve tool life in all thread milling
applications. The coolant stream flushes the chips from
the cutting very efficiently, particularly in soft materials
(stainless steel and high-temp alloys) where the chips
tend to be re-cut and stick to the machined area.

MTECZ endmills are available with cutting diameters
from 4.6 mm up to 16 mm by metric system or from
0.264 inch to 0.63 inch by imperial and United States
customary systems. This product line offers a solution
for full profiles for most popular thread standards.

262 ISCAR
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MTECQ (Mill Thread Endmills Carbide Q) Family - solid
carbide thread mills with coolant hole and reduced
neck diameter between the cutting zone and the
shank, recommended for internal deep thread milling.
This family can machine thread lengths up to 3.2 x DC
(thread length = 3.2 x cutting diameter of endmill).

The coolant holes improve tool life in all thread milling
applications. In blind holes where the chips of especially
sticky materials (stainless steel and high-temp alloys)
tend to be re-cut and stick to the machined area, the
coolant stream coming from the bottom in an upward
direction flushes them out of the hole very efficiently.

MTECQ endmills are available with cutting diameters
from 12 mm up to 20 mm. This line offers a
solution for full profiles for ISO standard.

Ml
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MTECS (Mill Thread Endmills Carbide Short) solid carbide
thread mills for the production of small internal threads
and also external for geometries BSP/BSF. These thread
mills feature a short 3-tooth cutting zone with 3 flutes and
a released neck between the cutting zone and the shank.

This unique tool design offers very precise profiles and
a high performance. The very short profile exerts a
low force which minimizes tool bending. This facilitates
parallel and high thread precision for the entire length.

MTECS endmills are available with cutting diameters
from 0.72 mm up to 12 mm by metric system or
from 0.045 inch to 0.449 inch by imperial and United
States customary systems. This line offers a solution
for full profiles for most popular standards.
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MTECSH (Mill Thread Endmills Carbide Short Hard
Material) solid short left-hand cut (CNC code M04)
carbide thread mills for the production of small internal
threads in hard materials. These thread mills feature

a short 3-tooth cutting with 3 flutes and a released
neck between the cutting zone and the shank.

This family is suitable for machining hardened materials up
to HRC 62. Apart from hardened steel, they can be used
on titanium, nickel-based alloys and stainless steel at high
speeds and medium feeds. The short cutting profile of
the tool exerts low forces. The tools provide the possibility
to machine materials with a higher tensile strength and
hardness using relatively high cutting data. The tools are
used for left-hand cutting, enabling climb milling, and

can function well in blind holes. The same tool can be
used for producing right-hand and left-hand threads.

This unique tool design offers very precise profiles and
a high performance. The cutting profile exerts a low
force which minimizes tool bending. This facilitates
parallel and high thread precision for the entire length.

MTECSH endmills are available with cutting diameters
from 0.72 mm up to 12 mm by metric system or
from 0.057 inch to 0.362 inch by imperial and United
States customary systems. This line offers a solution
for full profiles for most popular standards.

OAL

e 1
@ D‘c~ ootue
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60°

MTECI (Mill Thread Endmills Carbide 1) solid carbide thread
mills with coolant holes in the large diameters, for internal
and external threads for the production of small internal
threads. These thread mills feature a Single-Point cutting
head design and a released neck between the cutting zone
and the shank. This family can machine Thread lengths up
to 5 x DC (thread length = 5 x cutting diameter of endmill).

MTECI products are recommended for internal deep thread
milling and can be used for external deep thread milling.
This family can also machine threads near thin walls.

This unique tool design offers very precise profiles and
a high performance. The very short profile exerts a
low force which minimizes tool bending. This facilitates
parallel and high thread precision for the entire length.
MTECI endmills are available with cutting diameters
0.72 mm up to 16 mm. This line offers a solution for
partial profile 60° and full profiles for ISO standards.

ISCAR




MULTI-MASTER is a family of tools with shanks and interchangeable cutting

heads for a variety of machining applications for thread milling.

The MULTI-MASTER design approach is based on a thread profile system, centered by a short precise

taper and face contact. A MULTI-MASTER head has a cutting part and a back connection with external

thread and taper, which screws into a shank with the corresponding internal thread and a taper, until

final securing when the back face of the head cutting part makes contact with the shank face.

This principle of coupling ensures straight and rigid clamping of a wide range of interchangeable heads.

MULTI-MASTER tools meet the requirements of high accuracy because the geometry is finished by precise

grinding and the connection guarantees high concentricity within a very close limit. In addition, the tools are simple

to operate because the heads are quickly replaced by easy rotation of an applied key. Moreover, they conform

to strict repeatability requirements and replacement of the heads does not require additional adjustment.

The basic concept of the MULTI-MASTER Family is that a shank can carry heads of different shapes and accuracy, allowing
dramatic increase of tool versatility and fewer needs for special tools. Resharpening of cutting edges is no longer needed as
a worn out cutting head is simply replaced. The MULTI-MASTER Family provides a range of possible tools by an unlimited
combination of heads and shanks, which answers to any thread making requirement and reduces procurement costs.
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The MT-...-MM line contains solid carbide interchangeable
heads with MULTI-MASTER connections for thread
milling applications. Heads included in this line have
several layers of teeth which shortens threading time.
This line is available in three thread standards: ISO and
UN for internal threads, and Whitworth for internal and
external threads. MT-...-MM ISO and UN heads are
suitable for machining full profile threads with different
overhangs depending on the selected shank.

MT-...-MM - Designation Code Key
Bl e

MT - MULTI-MASTER thread mill

|1_|Cutting Diameter (Dc)

[2]No. of Flutes

C — 3flutes
D — A4flutes
E — 5flutes
F — ©6flutes

|3]Length of Thread (APMX)

|4|Thread Pitch
value by number
for metric threading in mm
for inch threading in TPI

|5Thread Standard

ISO — SO metric UN - american UN
w — whitworth

|6|Connection Size
THSZMS

ISCAR




The MT TRD line contains solid carbide interchangeable
heads with MULTI-MASTER connection for thread
milling applications. Heads included in this line feature
a Single-Point cutting head design. MT TRD heads are
suitable for machining external and internal threads with
different overhangs depending on the selected shank.
This family can also machine threads near thin walls
and offers a solution for partial profiles of 55° and 60°.

MM TRD - Designation Code Key

= 5

MM - MULTI-MASTER
TRD - thread mill diameter

|1 |Cutting Diameter (DC)

|3|Profile Angle

55° or 60°
w55 — 55°
M60 — 60°

|3]Thread Pitch Value by Number
for metric threading in mm
for inch threading in TPI

|4]No. of Flutes Value by Number

|5|Connection Size

THSZMS /

|6|Grade
1C528

Member IMC Group
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The T-SLOT family includes interchangeable cutting heads
for thread milling applications. The cutters consist of solid
carbide heads and cylindrical steel or solid carbide shanks
by means of a unique spline connection. Also available is
an adapter with the SP spline connection on one side and
MULTI-MASTER threaded connection on the other side,

which enables using all standard MULTI-MASTER shanks.

SD TRD Solid Carbide Head | SD TRD Solid Carbide Head
with MULTI-MASTER Shanks | with Cylindrical SD Shanks

The spline connection is used to transmit the torque
in the best way. It ensures very durable assembly to
withstand cutting forces during thread milling and
bending forces caused by long reach overhang.

ISCAR




SD TRD - Designation Code Key
[sp| [TRD][32]-[me0]-[ &P |-[sP1s| [icoos]
1 2 3 4 5

E|Cutting Diameter (DC)

The SD TRD line contains solid carbide heads with 10
effective teeth for a 40 mm (1.563 inch) cutting head
diameter and 8 effective teeth for a 32 mm (1.248 inch)
cutting head diameter. This line enables a reduction in )
cutting time by increasing feed due to the large number @Profile Angle
of effective teeth. The cutter heads feature an internal o
; ) ) W55 — 55
spline mounted on a matching external spline on the .
shank, secured by a central screw. SD TRD heads are M60 — €0
used for machining external and internal threads with 55° or 60°
different overhangs depending on the selected shank. This
line offers a solution for partial profiles of 55° and 60°.

[3]Thread Pitch Value by Number
for metric threading in mm
for inch threading in TPI

EConnection Size

Member IMC Group
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The MILLTHREAD is an indexable solution for thread milling applications.
The main features of this indexable solution are cost effectiveness and functionality.

All advantages of indexable solution are known and proven themselves over time.

The MILLTHREAD family includes 5 lines of indexable cutters:

MTE, MTF, MTFLE, MTSRH, MTSRH (shell mill). Each line contains toolholders and indexable inserts. All toolholders
have internal coolant, accurate pocket for insert position and a user-friendly clamping mechanism. ISCAR offers

a wide range of inserts for the most popular thread standards, which can produce threads in different materials.
The MILLTHREAD family lines offer a solution for internal and external, right-hand and left-hand threading.
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Endmill (MTE) and shell mill (MTF) are tools for indexable
inserts used for thread milling applications. These tools
can mount various thread inserts with different profiles,
meaning that one tool is suitable for production of a
wide range of thread standards. The same tool can be
used for production of external and internal (except the
MTFLE which is dedicated for external applications),
right-hand and left-hand threads. All tools in this line
have internal coolant directed to the cutting area.

Endmill MTE Type

MTE endmills can be produced from steel or solid
carbide. The solid carbide shanks expand the
current overhang range and provide improved
performance due to their high rigidity feature.

MTE - Designation Code Key:
-[1]-[w] [20]- [12]
1 2 3 4 5

MTE — endmills for indexable inserts

|1_|Cutting Diameter (DC)

= T

DE SCE i e e

i
N

|

—

T

|

|
e

|2]Number of Flutes

|§|Shank Type
C — cylindrical shank
W — weldon shank

|i|Shank Diameter (DCONMS)

Z— I | I A W | I
"‘ —IET— {7 DCONMS

.
o}

e sl ——
Basic Dimensions of MTE Tools:

BD
Be @ N —— 1t — DCOTNMS
L EHE T —— A ) AL i

«APMX»J
LU
OAL

DC — cutting diameter
APMX — maximum depth of cut
OAL — overall length
DCONMS — connection diameter machine size
LU — usable length
BD — body diameter
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Shell Mill MTF Type MTF - Designation Code Key:

MTF shell mills are recommended for large thread MTE D0s0 |- -l27]-
[2]-[z]-[=]

diameters. This type of tool is suitable for thread

production with long overhang. The pockets for 3 4
inserts are produced with high accuracy and
uniformity, meaning there is no need to select or
adjust inserts for thread milling operations. MTF tools
are mounted on standard shell mill adapters.

MTF — shell mills for indexable inserts

|I|Cutting Diameter (DC)

@Number of Flutes

@Connection Diameter (DCONMS)
DCONMS
[

I

\

|

—— e
——— -
= =
— ..l"
— S
: — e
L} ll

1
APMX
Y

DC — cutting diameter

APMX — maximum depth of cut

OAL — overall length

DCONMS — connection diameter machine size
DHUB — flange diameter
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MTFLE is a multi-tooth shell mill toolholder with indexable MTFLE - Designation Code Key:

inserts used for thread milling applications of external

threads. These tools can mount various thread inserts | MTFLE | | D20 | - IE' - @ - IE
with different profiles, meaning that one tool is suitable 1 2 3 4
for production of a wide range of thread standards. MTFLE - shell mills for indexable

The same tool can be used for producing right-hand inserts for external threading

and left-hand threads. All MTFLE tools have internal

coolant directed to the cutting area. This type of tool is |1_|Cutting Diameter (DC)

suitable for thread production with long overhang. The

pockets for inserts are produced with high accuracy and %

uniformity, meaning there is no need to select or adjust : |

inserts for thread milling operations. MTFLE tools are ﬁ:ﬁ

mounted on standard shell mill adapters. The MTFLE

tool design with a multi-tooth insert position enables --pc

a significant reduction in thread production time. |£|Number of Flutes

|§|Connection Diameter (DCONMS)

‘ DCONMS
[ell 14
|4|Depth of Cut (APMX)

=

v : |
APMX

Basic Dimensions of MTE Tools:

ﬁDHUEH DCONMS
OAL - ] |
Y

l«bC

~——BD
DC — cutting diameter
APMX — maximum depth of cut
OAL — overall length
DCONMS — connection diameter machine size
DHUB — flange diameter
LUX — maximum usable length
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Endmills and shell mills for helical indexable inserts
(27-38 mm) are the ultimate solution for very fast
and efficient thread milling. The helical inserts
engage with the workpiece smoothly and, when
compared with straight, negative axial tools, exert
lower cutting forces and reduce vibration.

MTSRH tools are available with internal coolant
channels directed to the cutting area. These tools

can be used for production of internal and external
threading. The tools carry up to 9 inserts depending
on the tool diameter, which enables machining at very
high feeds and produces a high-quality surface finish.

A simple and very convenient screw clamping
mechanism makes insert indexing accurate and
user-friendly. By using these thread milling tools,
thread production time can be very short.

LEALLLL LA

MTSRH - Designation Code Key:
|  MTSRH | | 45 |-| 6 |
1 2

MTSRH - endmills and shell mills
for helical indexable inserts

[1]Cutting DiaFmeter (DC)

@Number of Flutes

Basic Dimensions of MTSRH Tools:

}
-—-—{-4-— bconms
|
‘ OAL
=—— DHUB ——»
DCONMS
=~ =
DC — cutting diameter
APMX — maximum depth of cut
OAL — overall length
DCONMS — connection diameter machine size
LU — usable length
DHUB — hub diameter

ISCAR




Indexable inserts for thread milling are available for
production of internal and external, and right and
left-hand full profile threads in most popular standards.
These inserts have a deflector that provides excellent
chip control and ground profiles to achieve high accuracy
and surface quality. The thread milling inserts are made
from grade IC908, which is a PVD TIAIN coated tough
grade. They are suitable for milling stainless steel,

high temperature alloys and other alloy steels. ISCAR
offers three types of indexable thread milling inserts:

o MT LNHT - single-sided indexable thread milling inserts.
e MT LNHU — double-sided indexable thread milling inserts.
e MTH - helical indexable thread milling inserts.

MTH-F inserts may also be used for high

shoulder finish milling applications or for

machining various specially tailored profiles.

ISCAR can also provide special
profile inserts on request.

Basic Dimensions of Thread Milling Inserts:

A i
Wi | @
! INSL Wi ‘ © @
mﬂﬂuﬂmﬂﬂ%ﬂ\j NSl el sl
MTH MT LNHU
TP
Tﬂ "
1O
(D — N St l.
MT LNHT
W1 — insert width
TP — thread pitch
INSL — insert length
S1 — insert thickness

MT LNHT and MT LNHU -
Designation Code Key:

= B9 EE [HE e

MT — MILLTHREAD family

ENumber of Cutting Edges

LNHT — single-sided
LNHU — double-sided

|g|lnsert Length (INSL)

o (: :)
‘ N

e NsL

|3]Insert Thickness (S1)

JS1L

|4|Thread Gender

| — internal thread
E — external thread

|§|Pitch Value by Number:
1.0-6.0 mm
4-32TPI

|6]Thread Standard

1ISO — 1SO metric

UN — american UN

w — whitworth

BSPT — BSPT

NPT — national pipe thread

NPTF — national pipe taper fuel
|7|Grade

1C908

Member IMC Group
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MTH - Designation Code Key:

| 1co08

= [1] [3) [®]
1 2 3 4

MTH — MILLTHREAD, helical indexable inserts

5

[1]Tool Cutting Diameter (DC)

|£|Thread Gender

| — internal thread
E — external thread

|3]Pitch Value by Number:
1.0-6.0 mm
4-32 TP

|4]Thread Standard

ISO — ISO Metric
UN — american UN
w — whitworth
BSPT — british BSPT
NPT — national pipe thread
NPTF — national pipe taper fuel
|5]Grade
1C908
ISCAR




MT3 - Designation Code Key:

1 2 3
MT3 11U55D 1C908

MT3 [ 1155 | [D][ Icoos
4

|I|MT3 - Triangular Mill Thread Insert

[2]Insert Length (INSL)

INSL (mm) IC (Inch)
06 532"
08 316"
11 14"
16 38"
22 12"
27 58"

@Threading Standard

60 —  partial profile 60°
55 —  partial profile 55°
[4] Grade 1C908

1] [3] [ [ome |
1 2 3 4 5

MT3 11U55D 1C908

[1]MT3 - Triangular Mill Thread Insert

@Inser‘t Length (INSL)

INSL (mm) IC (Inch)
06 532"
08 316"
11 14"
16 38"
22 12"
27 58"

|§|U-Type Thread Milling Inserts

@Threading Standard

60 —  partial profile 60°
55 —  partial profile 55°

[6]Grade 1C908

Member IMC Group
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| mMTSR |

o023 | [ m || 11 ||

u

1 2 3

4

5

[1]MTSR Indexable
multi-insert threading endmills

LU

. DCONMS
j@

OAL

@Cutting Diameter

@Tool Length

M — 150 mm
R — 200 mm
|E|Insert Size
INSL (mm) IC (Inch)
06 532"
08 316"
11 14"
16 38"
22 12"
27 58"
@U-Type Thread Milling Inserts
| msR | [ o028 || a || 11|
1 2 4

[1]MTSR Indexable
multi-insert threading endmills

T

DC

1
’“:ﬂ OAL

DCONMS

@Cutting Diameter

|§|Tool Length

Q — 190mm
R — 225mm
|E|Insert Size
INSL (mm) IC (Inch)
11 14"
16 38"

|§|U-Type Thread Milling Inserts

| mmET |
1 2

= e

7

[1]MTSR Single Point
Indexable Threading Endmills

OAL

Dc‘ M
)| Wl

DCONMS

@Cutting Diameter

@Number of Pockets

E|C Cylindrical Shank

@DCONMS Diameter

|§| Shank Material

C — carbide
S — steel
Insert Size
INSL (mm) IC (Inch)
06 532"
08 316"

11

14"

ISCAR




The range of capabilities of thread milling tools can
be increased significantly by using indexable inserts.
The indexable inserts can be made of various
alloys. Selection of a suitable insert depends on a
variety of factors: cutting parameters, thread form,
and the type of cutting material. Indexable inserts
are characterized by the following advantages:

¢ Quick change of cutting edge - If the cutting edge

is damaged or worn, it is not necessary to replace

the whole tool but just the, indexable insert.
¢ Wide range of capabilities - By changing inserts,
a variety of threads in various materials can
be produced using one tool body only.
Low cost — Using inserts can significantly reduce
costs since the insert is cheaper than a solid tool.
Solid tools are advantageous when it comes to small
tools. The main advantages of solid tools include:
More productivity - The number of cutting edges that can
be placed in solid tools for small and medium diameters is
greater than the number of inserts that can be mounted in
small and medium tools, which causes higher productivity.
Internal threads in small diameters — Internal threading
in small diameters (less than @9.5) is not possible
with indexable inserts, but only with solid tools.

The table below describes the differences
between the use of tools with helical cutting
edges and tools with straight cutting edges.

Straight Cutting Edges

Helical Cutting Edges

« Radial cutting forces act on a plane. : Eadrl?! cuttlng fo.rceds (ajlre dls(,;trlbuted alc?frllg a hehc(r;l curve.
e The same size inserts can fit to several cutter diameters. . S,ac | mgrt dS!Ze IS de |oaj[|e blto' a specific cutter diameter.
e Double-sided inserts - available inserts ingle-sided inserts - avallable inserts

with two cutting edges. with one cutting edge only.
® Reduces vibration.
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There are several methods used for thread milling operations. The cutter usually rotates clockwise, except in
special cases where the tool rotates counterclockwise. The spiral movement of the cutter can be clockwise or
counterclockwise, and the tool can produce a thread by top-down or bottom-up. The combination of these
movements depends on the type of thread required to produce; left-hand or right-hand threads.

Internal External

Right-hand threading | Left-hand threading Right-hand threading | Left-hand threading

Climb milling * Climb milling

nal milling Conventional milling

* First choice

ISCAR



A sudden load is applied to the cutter when it enters Internal Threading
the workpiece and as a result the cutter may be
broken, or a mark will remain. If entering is smooth,
then the load on the tool will increase gradually

and the surface will remain “clean”. There are three
ways to initially enter the workpiece: radial entering,
tangential entering by arc, tangential entering by line.

Radial Entering

The cutter enters the workpiece in a straight line
to the center workpiece axis. This is the simplest
method, but also the least recommended,
because the angle of the hugging is too large.

Internal Threading

¢ /
Q@
DWDC-—p—-— == S
vl |
f

External Threading DW - workpiece diameter

DC - cutter diameter

1-2: rapid approach

2-3: tangential entry by arc

3-4: helical movement during one full orbit (360°)
4-5: tangential exit by arc
’’’’’’’’’’’’ 5-6: rapid return

Tangential Entering by Line

This method is very simple, with all the advantages
of the tangential entering by arc method,
but is used only for external threading.

DW - workpiece diameter .
DC - cutter diameter External Threading
1-2: straight line entry

2-3: helical movement during one full orbit (360°)
3-4: straight line exit

n -
\\_“/

Tangential Entering by Arc (recommended)

The tool enters the material in an arc movement,

and at the end of the thread the tool also extends in
an arc movement from the material. This method is
recommended because the cutter gradually enters the
material and the load on the tool increases gradually.

DW - workpiece diameter

DC - cutter diameter

1-2: tangential line entry

2-3: helical movement during one full orbit (360°)
3-4: tangential line exit
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There are two milling methods that also apply to
thread milling: conventional milling (up milling) and
climb milling (down milling). The difference between
the two methods lies in the relationship of cutter
rotational direction relative to the feeding direction.

Conventional Milling (Up Milling)

Cutter rotation direction is against feed direction. The
thickness of a chip increases as the tooth of the cutter
enters the material and reaches its maximal size when
the same tooth of the cutter exits the material. This
method causes heat to be generated in the cut area
and a sudden heavy load on the cutter in initial contact
of the tooth with the workpiece. As a result, wear is
faster and tool life decreases significantly. Chips are
carried upward by the tooth and fall in front of the
cutter creating a flawed finish and re-cutting of chips.

Convetional Milling

chip started
zero thickness

rotation

feed

Climb Milling (Down Milling)

Cutter direction is the same as feed direction. Climb milling
is a recommended method for all milling applications.

The thickness of the chip starts from maximum and
decreases, so heat is more likely to be transferred to the
chip and not to the cutter. As a result, wear is slower

and tool life increased. Chips are removed behind the
cutter, which reduces the chance of re-cutting. In this

way the machined surface stays clean and smooth.

Climb Milling
)

chip started
zero thickness

rotation

V\'

s
-~
A‘
1

feed

When to Choose Conventional Or Climb Milling?

Climb milling in most cases is the preferred way for
machining threads due to a lower load on the cutter,
longer tool life, and better surface finish. During
conventional milling, the cutter can dig into the workpiece
and may cause the part to be machined out of the
tolerance. However, there are cases in which conventional
milling is the preferable way and even necessary. If the
machine does not counteract backlash, then conventional
milling is recommended. In addition, conventional milling
is preferable for machining cast iron or hardened materials
(as the cut begins under the surface of the material).

ISCAR




A thread milling endmill is designed with annular cutting
edges without helix angles. Thread milling is performed
when the axis of the cutter and the axis of thread
direction are parallel to each other. An incompatibility
in the direction of the cutting edges with the threading
direction causes geometrical distortions during thread
machining. The geometrical distortion of the thread
profile increases as the thread pitch increases and the
endmill diameter increases, which can be explained

by an increase in the contact angle of the endmill with
the workpiece. Therefore, if the endmill diameter is
smaller, then the thread profile is more accurate.

Small Tool Diameter Large Tool Diameter

geometrical distortion

geometrical distortion

At the same time, a larger endmill diameter usually
causes bending stiffness and this enables a more stable
machining process such as: thread milling with high
overhang, better resistance to vibrations, etc. A large
tool diameter can significantly improve productivity as

it allows machining with hard cutting conditions.

Accordingly, to improve the thread milling
process it is necessary to increase the diameter
of the tool while taking into consideration the
restrictions of the thread profile accuracy.

d < D Ayd > AyD

yl
L F
o
—— ] - d —x—
_\“‘\ —
B S } T
S Ayq
N
O\ l
y
L F
1
—4 m—ae—c——c————c=——=— — D —7gx—
— T
T e 0w

L- tool overhang

F-bending force

D;d=tool diaameters

Ay=max. deflection in bending

Based on the analysis performed of selecting

initial outer diameter of the endmill, the

following conclusions can be assumed:

For internal thread milling, in most cases the

initial endmill diameter is recommended to be

up to 70% of the thread major diameter.

For external thread milling, in most cases the initial endmill
diameter can be over 70% of the thread major diameter.
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The parameters of depth per pass and number of passes have a very important role in thread production.
These parameters have a direct effect on cutting edge wear, tool life, thread surface quality, and thread
production stability. The depth per pass and number of passes parameters depend on the type of equipment,
tool overhang, machine stability, workpiece material, cutter geometry and the thread depth required.

111 S

LT

AR

Number of Radial Passes

In order to produce a thread in some cases, one radial pass is sufficient, but in some cases

a number of radial passes is required. The table below presents ISCAR's recommendations
for the number of radial passes depending on the material and lead.

ISCAR



ISO

Rm

Tensile Lead (mm)
Strength | Hardness | Material | 0-25-1.00 | 1.25-1.50 | 1.75-2.00 | 2.50-6.00
Material Condition [N/mm?] HB No. Number of passes
<0.25% C annealed 420 125 1
>0.25% C annealed 650 190 2
non-alloy steel 559, ¢ quenched and 850 250 3
and cast steel, tempered
free cutting steel annealed 750 220 4
>0.55% C
= 0 quenched and 1000 300 5
tempered
annealed 600 200 6
low alloy and cast steel hod and 930 275 7 1 2 3
(less than 5% of alloying elements) ueiiciniztel e 1000 300 8
tempered
1200 350 9
annealed 680 200 10
high alloyed steel, cast hed and
steel and tool steel Quemeinietel el 1100 395 11
tempered
. ferritic / martensitic 680 200 12
stainless steel and cast steel =
martensitic 820 240 13
stainless steel and cast steel austenitic, duplex 600 180 14 1 2 &
ferritic / pearlitic 180 15
gray cast iron (GG) — P —
pearlitic / martensitic 260 16
ferritic 160 17
nodular cast iron (GGG) = 1 2 3
pearlitic 250 18
: ferritic 130 19
malleable cast iron =
pearlitic 230 20
) not hardenable 60 21
aluminum-wrought alloys
hardenable 100 22 1 ] 1
. not hardenable 75 23
. <12% Si
aluminum- hardenable 90 24
cast alloys
>12% Si high temperature 130 25 1 2 3
>1% Pb free cutting 110 26
copper alloys brass 90 27
electrolytic copper 100 28
1 1 1
_ duroplastics, 70ShoeD | 29
non metallic fiber plastics
hard rubber 55 Shore D 30
annealed 200 31
Fe based
high hardened 280 32
temperature annealed 250 88
alloys Ni or Co based hardened 350 34 5 5 3
cast 320 &
pure 400 190 36
titani Il
ltanium alloys alpha+beta alloys, 1050 310 37
hardened
hardened steel hardened 55 HRC 38
hardened 60 HRC 39
chilled cast iron cast 400 40 8 8 8
cast iron hardened 55 HRC 41 2 2 8
- ultimate tensile strength, MPa
() For workpiece materials list, see pages 443-472
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Depth Per Pass

Based on the number of passes, the table below presents ISCAR's recommendations for depth per pass,
which is expressed as a percentage according to the total depth that is required to be removed.

Number of Radial Passes

depth per pass

1 pass

3 passes

100%

100%

65%
75%

100%

ISCAR
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A major consideration in selecting the desired solution is the cost per unit for a part that is machined by the
tool. In spite of the fact that the tooling cost share in cost per unit is minor, the tool’s indirect influence on cost
per unit reduction can be considerable. The tool, even though it is a small part of manufacturing process, can
sometimes represent an obstacle to a machine tool running faster and cutting machining time. Therefore, tools
with the highest efficiency should be used for better productivity and, as a result, lower cost per part.

Tool selection should be considered by applying this analysis: Application -Tool
Configuration — Tool Material — Economical Consideration.

Application

| gender of thread |

N2
| thread profile/ thread standard / pitch or tpi |

&

| depth of thread |

&

| machining diameter |

&

| coolant |

&

| tool adaptor |

v

Tool Configuration

| machining load / application stability |

N2
Tool Material

| grade |
8%

Economical Consideration

| economical efficiency |

Member IMC Group
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Application
Gender of Thread e |s external or internal threading required?

v

Is full profile or partial profile required?
What is the threading profile (square,
Thread Profile/ Thread Standard / Pitch or TPI triangular, trapezoidal or the other)?

e What is the threading standard?
What is the threading pitch / TPI?

N2

Depth of thread e What is the depth of thread?
N2

Machining Diameter e What is the machining diameter?
N2

e What type of coolant is available

Coolant (external / internal coolant)?

N2

Tool Adaptor e What type of tool adaptor is available?

Tool Configuration

¢ Are there geometrical limitations in the part that requires

NG ezl /gl eEiTe Sy small cutting forces, such as thin walls, high overhang?

Tool Material

Grade ¢ \Which cutting tool grade is most suitable for threading?

Economical Consideration

e Which tool should be used; indexable
Economical Efficiency insert, indexable head or solid cutter?
e \What are the number of cutting edges?

ISCAR



Application
Gender of Thread e |s external or internal threading required?

ISCAR product families offer solutions for both external and internal threading according to most
standards. Dividing ISCAR families per gender of thread is shown in table below.

Thread Milling Application
Internal Threading External
Subfamily Through Hole Blind Hole Threading

MTECS V . ®

MTECSH V . ©

MTEC V . ©

SOLIDTHREAD MTECB : v 5

MTECZ V V V

MTECQ . V ®

MT-...-MM V . ©

MULTI-MASTER VM TRD v . S

SD TRD V . ©

MTE V . ©

MTF V . ®

MTFLE V

MTSRH endmill V . ©

MILLTHREAD MTSRH shell mill \ . ®

MTSR M.I. S.P.(endmill) V V .

MTSR M.I. S.P.-U (endmill V © .

MTET single point V V 0

MTSR -U (shell mill) V © .

Guide Lines Sign

Recommended (1t choice) V
Suitable (2" choice) .
Can be selected (optional) 0

Member IMC Group
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Application
e |s full profile or partial profile required?
e What is the threading profile (square,
Thread Profile / Standard depend Pitch / TPI triangular, trapezoidal or other)?
e What is the threading standard?
e What is the threading pitch / TPI?

Depending on the answers to the questions in this section, it is possible to check which of
the families meet the thread profile / standard depend pitch / TPI requirements.

Available Standards - Full and Partial Profile - Solution for Internal Threading

Thread Milling Pitch (mm)
Family Subfamily 0.25 | 0.30 | 0.35 | 0.40 | 0.45 | 0.50 | 0.60 | 0.70 0.75 0.80 1.00 1.25
MTECS ISO | ISO [ ISO [ ISO | ISO | ISO | ISO | ISOMJ | ISO | ISOMJ | ISOMJ | ISO MJ
MTECSH ISO | ISO [ ISO | ISO | ISO | ISO ISO ISO ISO
MTEC ISO ISO ISO ISO ISO ISO
SOLIDTHREAD MTECB ISO ISO ISO ISO ISO ISO
MTECZ ISO ISO
MTECQ ISO
MTECI partial profile - 60°
MT-..-MM 0| | | 10 | | 150 | 1s0
MULTI-MASTER -
MM TRD partial profile - 60°
SD TRD
MTE ISO ISO ISO ISO
MTF ISO
MTSRH endmill ISO
MILLTHREAD MTSRH shell mill ISO
MT?eidMn':i'”)S'P' partial profile - 60°
MTET single point ISO ISO ISO ISO ISO ISO
MTET single point partial profile - 60°
Available Standards - Full and Partial Profile - Solution for Internal Threading
Thread Milling Pitch (mm)
Family Subfamily 1.50 | 1.75 | 2.00 | 2.50 | 3.00 | 3.50 | 4.00 | 450 | 5.00 | 550 | 6.00
MTECS ISO |ISOMJ| ISO | ISO
MTECSH ISO | ISO | ISO
MTEC ISO | ISO | ISO | ISO | ISO
SOLIDTHREAD MTECB ISO | ISO | ISO | ISO | ISO
MTECZ ISO | ISO | ISO
MTECQ ISO ISO ISO
MTECI pa”i_aggﬂ"ﬁ'e partial profile - 60°
MT-...-MM ISO | ISO | ISO | ISO | ISO | ISO
MULTI-MASTER - - - -
MM TRD partial profile - 60° partial profile - 60°
SD TRD partial profile - 60°
MTE ISO | ISO | ISO | ISO
MTF ISO | ISO | ISO | ISO | ISO | ISO | ISO | ISO | IsO | 18O | ISO
MTSRH endmill ISO ISO ISO | ISO | ISO | ISO | ISO | ISO | ISO
MTSRH shell mill ISO ISO ISO | ISO | ISO | ISO | ISO | ISO | ISO
sl MTSR M.I. S.P.(endmill) partial profile - 60°
MTSR M.I. S.P.-U(endmill) partial profile - 60°
MTET single point ISO ISO
MTET single point partial profile - 60°
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Available Standards - Full and Partial Profile - Solution for External Threading
Thread Milling Pitch (mm)
Family Subfamily 0.35 | 0.40 | 0.45 | 0.50 | 0.60 | 0.70 | 0.75 | 0.80 | 1.00 | 1.25 | 1.50 | 1.75
SOLIDTHREAD MTEC ISO | ISO | ISO | ISO
MTECI partial profile - 60°
MULTI-MASTER MM TRD partial profile - 60°
SD TRD
MTE ISO ISO | ISO | ISO | ISO
MTF ISO ISO
MTFLE ISO ISO
MILLTHREAD MTSRH endmill ISO ISO
MTSRH shell mill ISO
MTET single Poin ISO | ISO | ISO | ISO | ISO | ISO | ISO | ISO | ISO | ISO | ISO | ISO
MTET single Poin partial profile - 60°
MTSR M.1. S.P(endmil) | | | | | periapote-60
Available Standards - Full and Partial Profile - Solution for External Threading
Thread Milling Pitch (mm)
Family Subfamily 1.50 | 1.75 | 2.00 | 2.50 | 3.00 | 3.50 | 4.00 | 4.50 | 5.00 | 5.50 | 6.00 | 8.00
MTEC ISO ISO | ISO
SOLIDTHREAD MTEC parti_agggofile partial profile - 60°
MULTI-MASTER MM TRD partial profile - 60° partial profile - 60°
SD TRD partial profile - 60°
MTE ISO ISO | ISO | ISO | ISO | ISO | ISO ISO
MTF ISO ISO | ISO | ISO | ISO | ISO ISO
MTFLE ISO ISO | ISO | ISO
MTSRH endmill ISO ISO ISO ISO
MTSRH shell mill ISO ISO ISO ISO
MILLTHREAD MTET single point ISO ISO
partial
MTET single point profile
- 60°
MTSR M.I. S.P.(endmill) ISO | ISO | ISO
MTSR M.I. S.P.-U (endmill partial profile - 60°
MTSR -U (shell mill) partial profile - 60°
wwans P
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Available Standards - Full and Partial Profile - Solution for Internal Threading

Thread Milling TPI
Family Subfamily 80 | 72 | 56 | 48 | 40 | 36 | 32 28 27 24
MTECS UN | UN | UN | N | N | N jun g "{Jh,i}j"o'*h UN UNJ
MTECSH UN UN | UN | UN UN UN UN
UN
SOLIDTHREAD MTEC UN | whitworth, |NPTNPTF|  UN
BSPT
MTECB UN  [UNwhitworth| NPT UN
MTECZ whitworth | NPTF
MTECQ
MT-..-MM UN UN UN
MULTI-MASTER
MM TRD
SD TRD
MTE UN UN UN Whitjv’v\‘o "
MTF UN
MTSRH endmil UN UN
MTSRH shel mil UN UN UN
R MTET single point partial profile - 60°
UN whitworth
MTET single point UN | UN | NPTBSPT UN
NPTF
MTSR M. S.P.(endmil) pm‘?ﬁ:i.aéoe
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Available Standards - Full and Partial Profile - Solution for Internal Threading

Thread Milling TPI
Subfamily 20 19 18 16 14 13 12 11.5 11 10
: UN UN
MTECS | UNUNJ | whitworth | UN UNJ [ UN UNJ whitworth | UNU UN
MTECSH UN UN UN UN UN UN
UN UN
whitworth | UN NPT whitworth :
MTEC UN BSPT NPTF UN BSPT NPT UN UN NPT whitworth | UN
SOLIDTHREAD BSPT
NPTF
UN UN
MTECB UN whitworth | UN NPT UN whitworth | UN ' UN
NPT whitworth
MTECZ UN whitworth | UN NPTF UN whitworth UN
MTECQ
MT-.-MM | UN  |whiworth | UN UN N UN whitworth | UN
MULTI-MASTER whitworth
MM TRD partial profile - 55°
SD TRD
UN
UN NPT .
' UN whitworth UN UN UN
MTE Whm " Wgtsvgth ';‘QF;TSF whitworth |NPT NPTF ABUT ',:f;g HE;E whitworth | ABUT
ABUT PG |BSPT NPS ACME BSPT | ACME
NPSF PG
NPSF
UN
UN whitworth UN . UN
MTF whig/:/\lo h whitworth | UN PG | whitworth | NPT NPTF ABUT :::E; EE;F: ng\{f.rnh ABUT
ABUT PG |BSPT NPS ACME ACME
NPSF
MTSRH UN whitworth
endmill i S = whitworth N NETIN T BSPT S
MILLTHREAD [ BTN UN UN | whitworth UN  |NPT NpTF| Whitworth
shell mill BSPT
MTSR
M.I.S.P.-U partial profile - 55°/partial profile - 60°
(endmill)
MTSR
M.L.S.P. partial profile - 55°/partial profile - 60°
(endmill)
UN
MTET whitworth | UN NPT whitworth
single point UN BSPT NPTF UN NPT BSPT UN UN UN
NPTF
MTET . ; g - o
single point partial profile - 55°/partial profile - 60
Ly
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Available Standards - Full and Profile - Solution for External Threading

Thread Milling TPI
Subfamily 14 12 11.5 11 10 8 7 6 4
MTECS whitworth
MTECSH
whitworth .
MTEC BSPT NPT NPT ng’\gth NPT
SOLIDTHREAD NPTF
whitworth g
MTECB NPT whitworth
MTECZ whitworth
MTECQ
MT-..-MM whitworth whitworth
MULTI-MASTER
MM TRD partial profile - 55°
partial profile
SD TRD 550
UN whitworth NPT UN whitworth
MTE NPT NPTF UN NPTF | whitworth UN NPT NPTF UN ABUT
BSPTNPS | ABUT | NPS BSPT ABUT | NPS NPSF ABUT
NPSF NPSF ABUT
UN whitworth NPT UN whitworth
MTE NPT NPTF UN NPTF | whitworth UN NPT NPTF UN ABUT
BSPT NPS | ABUT | NPS BSPT ABUT | NPS NPSF ABUT
NPSF NPSF ABUT
UN whitworth NPT
NPT NPTF UN NPTF | whitworth UN
A BSPT NPS | ABUT | NPS BSPT ABUT ST
NPSF NPSF
MTSRH endmill [UN whitworth{ ~ UN NPTE BSPT UN UN NPT UN
. . NPT whitworth
MTSRH shell mill | - whitworth UN NPTF BSPT UN NPT UN
MTET single point| whitworth
MTSR M.I. ' ) o ' ) o '
S.P{endmil) partial profile - 60°/partial profile - 55 partial 60
MTSR M.I. partial ' ) o . e
S.P-U (endmil) profile - 55° partial profile - 60°/partial profile - 55
MTSR -U . : o
(shel mil) partial profile - 60
MTSR -U partial profile
(She” ml”) - 55°
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Available Standards - Full and Partial Profile - Solution for External Threading

Thread Milling TPI
Subfamily 32 28 27 24 20 19 18 16
MTECS whitworth whitworth
MTECSH
whitworth NPT whitworth
SOLIDTHREAD HIIED BSPT NPTF BSPT DFUINEUE
MTECB whitworth NPT whitworth NPT
MTECZ whitworth | NPTF whitworth NPTF
MTECQ
MT-..-MM whitworth
MULTI-MASTE MM TRD
SD TRD
. UN NPT i
MTE UN UN UN whitworth|UN whitworth ngvg’{th NPTF NPS U'XI‘E'VS'T“’;%M
NPSF PG
. . UN whitworth
MTF UN UN whitworth|  whitworth UN PG ABUT PG
MILLTHREAD . . UN whitworth
MTFL UN UN whitworth| whitworth UN PG ABUT PG
MTSRH endmill UN UN UN UN
MTSRH shell mill UN UN UN UN
MTSR M.I. S.P. UN UN UN UN UN
MTET single point| UN UN UN UN UN UN UN UN
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Available Standards - Full and Partial Profile - Solution for External Threading

Thread Milling TPI
Family Subfamily 14 12 11.5 1 10 8 7 6 4
MTECS | whitworth
MTECSH
whitworth .
MTEC  |BSPT NPT NPT WgtSWFf’T”h NPT
SOLIDTHREAD NPTF
MTECB Wh'htl"F‘ﬁ”h whitworth
MTECZ | whitworth
MTECQ
MT-..-MM | whitworth whitworth
MULTI-MASTER partial
MM TRD profile
- 558
SD TRD partial profile - 60°/ partial profile - 55°
UN
whitworth . UN whitworth
MTE  [NPT NPTF| UN ABUT slig mgg; Wgtswp?{t n UN ABUT NPT NPTF NPS UN ABUT | ABUT
BSPT NPS NPSF ABUT
NPSF
UN
whitworth . UN whitworth
MTF NPT NPTF | UN ABUT :\\:E; EE;E ngv;.ltt i UN ABUT NPT NPTF NPS UNABUT| ABUT
BSPT NPS NPSF ABUT
NPSF
UN
whitworth .
MTFL  |NPT NPTF| UN ABUT SE; E?S-IFZ WgtSWF?.P n UN ABUT | ABUT
MILLTHREAD BSPT NPS
NPSF
MTSRH UN whitworth
endmill | whitworth = AR BSPT Ui A Ui
MTSRH . whitworth
shell mil whitworth UN NPT NPTF BSPT UN NPT UN
. MTEF. whitworth
single point
M.l. S.P. ' ) N ) R ' ) R
(endmil) partial profile - 55°%/partial profile - 60 partial profile - 60
Ngnc?nzll)u partial profile - 55° partial profile - 60°/ partial profile - 55°
ZJSIIRI\/;th) partial profile - 60°/ partial profile - 55°

ISCAR




Depth of Thread

Application
e What is the depth of thread?

The tables below define the possible maximum thread depth that can be produced
with each thread milling family / line, according to thread standard.

Maximum Thread Depth - Full and Partial Profile - ISO standard - Solution for Internal Threading

Thread Milling Pitch (mm)
Family Subfamily 025 | 03 | 035 | 04 | 045 | 05 0.6 07 | 075 | 0.8 1 1.25
MTECS 3 4 4.8 6 7.5 20 105 | 16.7 | 25 16 20 24
MTECSH 4.8 6 7.5 9.5 75 | 125 16 20 24
MTEC 10.3 7.4 10 92 | 165 | 194
SOLIDTHREAD MTECB 10.3 74 | 244 | 92 | 245 | 194
MTECZ 16.5 | 194
MTECQ 21
MTECI 5.2 28 125 | 39
MULTI-MASTER MT-...-MM 200 200 250
MM TRD 200
SD TRD
MTE 182 182 206 | 182
MTF 50
MILLTHREAD MTSRH endmill 130
MTSRH shell mill 52
MTET single point 63/100
Maximum Thread Depth - Full and Partial Profile - ISO standard - Solution for Internal Threading
Thread Milling Pitch (mm)
Family Subfamily 1.5 175 | 2 25 3 3.5 4 4.5 5 5.5 6 8
MTECS &5 26 50 43
MTECSH 23 26 35
MTEC 338 [ 289 | 41 | 488 | 585
SOLIDTHREAD MTECB 338 | 289 | 39 | 488 | 58.5
MTECZ 338 | 289 | 27
MTECQ 18 34 28
MTECI 39 50
MULTI-MASTER MT-...-MM 250 250 | 250 | 250 | 250
MM TRD 200 250
SD TRD 150
MTE 263 206 | 263 | 206 | 263 | 263 263 263 | 263 | 210 | 210
MTF 65 50 65 50 65 65 65 65 65 65 65
MTSRH endmill 130 130 130 | 130 130 130 | 130 | 130 | 130
MILLTHREAD MTSRH shell mill 60 60 60 60 60 60 60 60 60
MTSR M.I. S.P. 190 225
MTET single point | 100/150 150
MTSR M.l. S.P-U 150 150/220 | 220
Maximum Thread Depth - Full and Partial Profile - MJ standard - Solution for Internal Threading
Thread Milling Pitch (mm)
Subfamily | 0.25 | 0.30 | 0.35 | 0.40 | 045 | 0.50 | 0.60 | 0.70 | 0.75 | 0.80 | 1.00 | 1.25
MTECS 10 12.5 15 20
SOl L= MTECI 52 28 12.5 39
MULTI-MASTER MM TRD 200
T-SLOT SD TRD | | | | |
Ly
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Cutting Conditions

Recommended initial cutting conditions are shown in the tables below.
In any case the better to use our program MillThread Advisor for correct process and
cutting conditions reconsiderations (https://www.iscar.com/mts/ )

Machining Data for Solid Carbide Threading Endmills with Small
Diameter, Short Solid Carbide Thread Mills

o Cutting Speed, Feed mm/tooth for Diameter (mm)

@|  Materials m/min 21.5 23 04 05 06 Q7 08 29 | 010 | @12 | @14 | @15
fow & medium 60-120 0.05 | 0.05 | 0.07 | 009 | 0.11 | 0.13 | 0.14 | 0.15 | 0.16 | 0.16 | 0.17 | 0.18 | 0.18
carbon steels
nglscarbon 60-90 004 | 005 | 006 | 0.08 | 009 | 01 | 012 | 013 | 0.14 | 0.14 | 0.16 | 0.17 | 0.18
Al 50-80 004 | 0.04 | 005 | 0.05 | 0.06 | 0.07 | 0.07 | 0.08 | 0.09 | 0.1 | 0.12 | 0.13 | 0.14
treated steels
cast steels 70-90 0.04 | 0.04 | 0.05 | 0.05 | 0.06 | 0.07 | 0.07 | 0.08 | 0.09 | 0.1 | 0.12 | 0.13 | 0.14
stainless steels 60-90 0.03 | 0.03 | 0.04 | 0.05 | 0.06 | 0.06 | 0.07 | 0.08 | 0.09 | 0.1 | 0.11 | 0.12 | 0.13
leslelons 20-40 0.03 | 0.03 | 0.04 | 004 | 0.05 | 0.06 | 0.06 | 0.06 | 0.07 | 0.07 | 0.07 | 0.08 | 0.08
titanium alloys
cast iron 40-80 0.05 | 0.05 | 0.07 | 0.09 | 0.11 | 0.13 | 0.14 | 0.15 | 0.16 | 0.16 | 0.17 | 0.18 | 0.18
aluminum 80-150 0.05 | 0.05 | 0.07 | 0.09 | 0.11 | 0.13 | 0.14 | 0.15 | 0.16 | 0.16 | 0.17 | 0.18 | 0.18
synthetics,
duroplastics, 50-200 01 | 011]012|014 | 016|018 | 019|019 | 019|019 |019 | 02 | 02
thermoplastics

Cutting Speed, Feed (inch/tooth) for Diameter (inch
Materials ft/min 0.06 | 0.08 | 012 | 0.16 | 0.20 | 0.24 | 0.28 | ©.31 | .35 | 0.39 | 0.47 | 0.55 | 3.59
low & medium 200-390  |.0018.0021 |.0028 | 0035 | .0043 | .0050 | .0057 | .0060 | .0062 | .0064 | .0067 | .0070 | .0071
carbon steels
high carbon
otonls 200-300 0016 | .0019 | .0024 | .0030 | .0035 | .0041 | .0046 | .0050 | .0054 | .0057 | .0062 | .0067 | .0069
alloy steels,
160-260 0015 | .0017 | .0019 | .0021 | .0024 | .0026 | .0028 | .0033 | .0037 | .0041 | .0047 | .0052 | .0055
treated steels
cast steels 230-300 0015 | .0017 | .0019 | .0021 | .0024 | .0026 | .0028 | .0033 | .0037 | .0041 | .0047 | .0052 | .0055
stainless steels 200-300 00110013 .0016 | .0019 | .0022 | .0025 | .0026 | .0031 | .0035 | .0038 | .0044 | .0049 | .0051
e o, 70-130 0011 | .0013|.0015 | .0017 | 0020 | .0022 | .0024 | .0025 | .0026 | .0027 | .0029 | .0031 | .0031
titanium alloys
cast iron 130-260 0018 | .0021 | .0028 | .0035 | .0043 | .0050 | .0057 | .0060 | .0062 | .0064 | .0067 | .0070 | .0071
aluminum 260-490 0018 | .0021 | .0028 | .0035 | .0043 | .0050 | .0057 | .0060 | .0062 | .0064 | .0067 | .0070 | .0071
synthetics,
duroplastics, 160-660 0038 | .0042 | .0049 | .0056 | .0063 | .0070 | .0073 | .0074 | .0075 | .0075 | .0077 | .0078 | .0078
thermoplastics

Machining Data for Solid Carbide Thread Mills for Small Internal Threads in Hard Materials

o| Material Hardness |Cutting Speed Feed mm/tooth for Cutting Diameter (mm)

2] HRC m/min 1.5 2 3 4 5 6 7 8 9
- oned 45-50 60-70 004 | 004 | 005 | 005 | 006 | 0.06 | 007 | 007 | 0.08

s 51-55 50-60 003 | 003 | 004 | 004 | 005 | 005 | 006 | 006 | 0.07
56-62 40-50 002 | 002 | 003 | 003 | 004 | 004 | 005 | 005 | 0.06
Hardness Cutting Feed (IPT) for Cutting Diameter (D)
Material HRc SpeedSFM | 06 | .08 | 12 | .16 2 24 | 28 | 31 35
g 45-50 200230 | .0016 | .0016 | .002 | .002 | .0024 | .0024 | .0028 | .0028 | .0031
Stools 51-55 160-200 | .0012 | .0012 | .0016 | .0016 | .002 | .002 | .0024 | .0024 | .0028
56-62 130-160 | .0008 | .0008 | .0012 | .0012 | .0016 | .0016 | .002 | .002 | .0024
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Z
Machining Data for Indexable Insert Threading Tools j
Indexable Cutting _|
o Tensile Strength Hardness | Material Speed for 1C908 —
(] Material Condition [N/mm?] | [Ksp] HB No. () m/min SFM E
<0.25% C annealed 420 61 125 1 100-200 | 330-655 D
non-alloy steel >0.25% C annealed 650 94 190 2 95-190 310-625 <E
and cast steel, <0.55% C quenched and tempered 850 123 250 S 90-180 295-590
free outting steel Oosc annealed 750 109 220 4 90-170 | 295-560 LL
SRR quenched and tempered 1000 145 300 5 80-150 260-490 m
annealed 600 87 200 6 120-170 | 395-560 I
low alloy and cast steel 930 135 275 7 115-160 | 375-525 |—
(less than 5% of alloying elements) quenched and tempered 1000 145 300 8 106-150 | 345-490
1200 174 350 9 90-140 295-460
high alloyed steel, cast annealed 680 99 200 10 90-170 295-560
steel and tool steel quenched and tempered 1100 160 325 11 75-145 245-475
i Tess s e e ] ferritic / martensitic 680 99 200 12 110-170 | 360-560
martensitic 820 119 240 13 100-160 | 330-525
M | stainless steel and cast steel austenitic, duplex 600 87 180 14 90-145 295-475
e o (B8 ferritic / pearlitic 180 17 65-135 215-445
pearlitic / martensitic 260 18 65-110 215-360
: ferritic 160 15 65-135 215-445
nodular cast iron (GGG) pearlitic 250 16 60-100 | 195-330
malleable cast iron ferritic 130 19 65-135 215-445
pearlitic 230 20 60-120 195-395
e e not hardenable 60 21 110-260 | 360-855
hardenable 100 22 110-200 | 360-655
aluminum- <12% Si not hardenable 75 23 145-350 | 475-1150
cast alloys hardenable 90 24 145-275 | 475-900
>12% Si high temperature 130 25 95-225 310-740
>1% Pb free cutting 110 26 145-350 | 475-1150
copper alloys brass 90 27 145-350 | 475-1150
electrolytic copper 100 28 145-350 | 475-1150
; duroplastics, fiber plastics 70 Shore D 29 90-370 | 295-1215
non metallic
hard rubber 55 Shore D 30 80-330 | 260-1085
Fo based annealed 200 31 20-60 65-195
) hardened 280 32 20-50 65-165
Z:g;fmperat“re annealed 250 33 2030 | 65100
Ni or Co based hardened 350 34 10-20 35-65
cast 320 85 15-25 50-80
e e pure 400 58 190 36 30-90 100-295
alpha+beta alloys, hardened 1050 152 310 37 20-70 65-230
hardened steel hardened 55 HRC 38 25-60 80-195
hardened 60 HRC 39 20-40 65-130
chilled cast iron cast 400 40 25-60 80-195
cast iron hardened 55 HRC 41 20-50 65-165

() For workpiece materials list, see pages 443-472

Calculating RPM:

metric example: V=120 m/min, D=30 mm

n= Vc x 1000 120 x 1000

mD - 3.14x30 - 1274 RPM v
c D
inch example: V= 410 SFM, D=1.5 inch
Feed:  0.05-0.15 mm/tooth
nevex12  410x12 _ .. 0 oM 0.002-0.006 inch/tooth

mxD ~ 3.14x1.5

Member IMC Group
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THREAD MILLING
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USER GUIDE
Machining Data for Solid Carbide Threading Endmills
Cutting Cutting Diameter
£ = | Speed
S 2 | g [(m/min) Feed mm/tooth
5 8|2
oEl & |2
wEl T | Q
o S > & ©
@ Material Condition P& T |=|1C908 | 2 3 4 6 8 (10|12 |14 | 16 | 20 | 25 | 30
<0.25% C annealed 420 | 125 | 1 [100-250|0.03{0.04|0.04{0.06|0.07 {0.08(0.09/0.11]0.12]|0.15{0.180.21
- >0.25% C annealed 650 | 190 | 2 | 80-210 |0.03{0.04|0.04{0.06|0.07 {0.08/0.09(0.11]0.12|0.15{0.180.21
steel and cast<0.55% ¢|  wenchedand ey | o5y | 3 | 65170
steel, free [EMESTEE
cuttiriwg steel annealed 750 | 220 | 4 [110-1800.02|0.083|0.03{0.05{0.06|0.07|0.08|0.09| 0.1 {0.12|0.15|0.18
0
=0.55% C quzgﬁgzlgnd 1000| 300 | 5| 95-160 |0.02]0.03|0.03|0.050.06|0.07|[0.08|0.09| 0.1 |0.12|0.15|0.18
low alloy and cast steel annealed 600 | 200 | 6 [ 90-160 |0.02{0.020.03{0.03|0.04 {0.05(0.05|0.06|0.07|0.08| 0.1 |0.11
(less than 5% of quenched and 930 | 275 | 7 | 65-200 |0.02]|0.02]0.03[0.03{0.04{0.05]0.05|0.06]0.07{0.08| 0.1 |0.11
alloying elements) tempered 1000| 300 | 8 | 70-210 |0.02]|0.02]0.08]{0.03[0.04{0.05]0.05|0.06]0.07{0.08| 0.1 |0.11
P 1200] 350 | 9 | 95-160 [0.02]0.02[0.03[0.03|0.04|0.05]|0.05[{0.06]0.07[0.08| 0.1 [0.11
) annealed 680 | 200 |10[130-1700.02|0.02|0.03{0.03|0.04[{0.05|0.05|0.06|0.07 {0.08| 0.1 |0.11
high alloyed steel, cast Jenched and
steel and tool steel q tempered 1100 325 [11| 75-100 [0.02|0.02{0.03[0.03|0.04|0.05|0.05{0.06]0.07(0.08| 0.1 [0.11
stainless steel ferritic / martensitic | 680 | 200 [12|110-170|0.02|0.02|0.03|0.03|0.04|0.05(0.05{0.06 {0.07|0.08| 0.1 |0.11
and cast steel martensitic 820 | 240 (13| 70-155 |0.02(0.02|0.03{0.083]|0.04{0.05|0.05(0.06|0.07|0.08( 0.1 |0.11
i ctainless steel austenitic, duplex | 600 | 180 | 14| 85-100 |0.02{0.02(0.03|0.03|0.04|0.05|0.05|0.06|0.07|0.08| 0.1 |0.11
and cast steel
ray cast ion (GG) ferritic / pearlitic 180 |17]120-160(0.03(0.04 [0.04|0.06|0.07|0.08|0.09[0.11]0.12[0.15]0.18|0.21
gray pearlitic / martensitic 260 | 18| 75-160 |0.03|0.04|0.04{0.06 {0.07 {0.08/0.09|0.11]0.12{0.15|0.18 | 0.21
sl s o (8] ferritic 160 15| 70-150 [0.03{0.04(0.04|0.06|0.07|0.08(0.09|0.11|0.12|0.15]0.18 |0.21
pearlitic 250 |16|110-1400.03|0.04]0.04|0.06 {0.07 {0.080.09|0.11]0.12{0.15|0.18 | 0.21
malleable cast iron ferritic 130 |19]120-160|0.03|0.04|0.04]0.06{0.070.08(0.09|0.11[0.12[0.15|0.18|0.21
pearlitic 230 |20(110-140]0.03{0.0410.04(0.06|0.07 {0.08]0.09|0.11]0.21|0.15{0.18]0.21
aluminum-wroudht allo not hardenable 60 |21|160-300(0.03|0.04{0.04|0.06{0.07]0.08(0.09|0.11{0.12{0.15|0.18|0.21
9 ¥ hardenable 100 |22
: ) not hardenable 75 |23|150-350(0.03/0.04{0.04|0.06{0.07]0.08(0.09|0.11{0.12{0.15|0.18|0.21
aluminum-  <12% Si
cast alloys hardenable 90 (24
>12% Si high temperature 130 |25]100-250(0.02]0.02[0.03{0.03|0.04{0.05|0.05|0.06 |0.07|0.08|0.10{0.12
>1% Pb free cutting 110 |26
copper alloys brass Q0 |27
electrolytic copper 100 |28
. 70
eiglcoilesy Shore | 29| 100-400 [0.05]0.06 [0.07|0.09| 0.1 |0.11]0.12[0.13]0.15|0.18]0.22 | 0.25
fiber plastics D
non metallic 55
hard rubber Shore | 30
D
annealed 200 |31
Fe based
high ©Dase hardened 280 |32
temperature annealed 250 [33| 20-80 |0.02(0.02{0.02|0.03]0.03|0.03]0.03|0.04[0.04]0.04|0.05]0.05
alloys 1ort.o hardened 350 |34
based
cast 320 |35
pure 400 | 190 |36
titanium alloys amhigg@iéﬁoy& 1050| 310 |37| 20-80 |0.02|0.02]0.02|0.03|0.03|0.03]0.03]0.04|0.04|0.04|0.05]0.05
hardened 9 38| 55-65
HRC
hardened steel 60
hardened HRC 39| 45-55
chilled cast iron cast 400 |40 90-105
. 55
cast iron hardened HRC 41| 55-65

ISCAR

* For cutters with long cutting flute, reduce feed rate by 40%.
() For workpiece materials list, see pages 443-472
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Machining Data for Solid Carbide Threading Endmills j
§ Cutting Diameter 1
4
5Ll S
. =l &
o T o
5| 2 |2 £< 0
o £ |El &2 <
° Z| g |g 0O Q Feed (in/tooth) LLI
) Material Conditon |1©| £ |=[1co08 [3/32] 1/8 |5/32| 1/4 | 5/16 | 3/8 | 1/2 | 5/8 | 3/4 | 1.0 |1.25 oC
<0.25% C| amnealed | 61| 125 |1|330-820|.0012|.0016|.0016|.0024 | 0028 |.0031|.0035 | .0047 | 0059 .0071 |.0083 T
non-alloy  20.25% G| annealed | 94 | 190 |2 |260-690].0012].0016|.0016].0024 | 0028 .0031 | 0085 | .0047 |.0059].0071 |.0083 —
steeland ) 5y, | Quenched and | 1551 55y | 3 |210-560
cast steel, tempered
free cutting annealed  |109| 220 | 4|360-590|.0008 |.0012 [.0012 |.0020 [ .0024 |.0028 | .0031 ] .0039|.0047 | .0059 |.0071
steel 9
A q“tee”nigi‘jeznd 145 300 |5[310-520[.0008 |.0012|.0012 |.0020 | .0025 | .0028 | .0031 | .0039 |.0047| .0059 |.0071
annealed | 87 | 200 |6 |300-520].0008 |.0008 |.0012|.0012 [ .0016 |.0020|.0020 | .0028 |.0031].0039 | 0043
'(fevsvsat”ﬁgnag; ‘“;;St steel - ang 15| 275 |7 210660 0008|0008 | 0012 00120016 | 0020|0020 | 00280081 0039 |.0043
. ° quenchea and 14 1300 | 8 [230-690| .0008 | .0008 | .0012 [.0012 | .0016 | .0020 | .0020 | .0028 [.0031 | .0039 [.0043
alloying elements) tempered
174 350 |9 ]310-520].0008 |.0008 |.0012 |.0012|.0016 | .0020 | 0020 | .0028 |.0031].0039 |.0043
. annealed | 99| 200 |10]430-560| 0008 |.0008 [.0012|.0012 0016 |.0020|.0020 | .0028|.0031|.0039 |.0043
high alloyed steel, cast nched and
steel and tool steel qutempere ' [160| 325 |11]250-330| .0008 | 0008 | 0012 | 0012|0016 | 0020 | 0020 | 0028 | 0031|0039 |.0043
stainless steel mf:rg‘;:ic 99| 200 |12|360-560|.0008 |.0008 |.0012|.0012 | .0016 |.0020 |.0020 | .0028 |.0031|.0039 |.0043
R martensiic | 119| 240 |13]230-510].0008 | .0008 | .0012 | .0012|.0016 |.0020 | .0020 | .0028 |.0031|.0039 | 0043
- pelisEs e austenitic, | a7 1 450 [14|280-330| .0008| .0008 | 0012 | .0012 | 0016 |.0020 | .0020 | .0028|.0031| .0039 | .0043
and cast steel duplex
ferritic / pearlitic 180 |17]230-490] 0012 [.0016 | .0016 | .0024 | .0028 | 0031 |.0035 | .0047 | 0059 .0071 |.0083
ey eEstiin () nﬁ;ﬁgigtfc 260 |18|360-460| .0012 |.0016 | 0016 |.0024 | 0028 | 0031 | 0035 | 0047 | .0059| .0071 |.0083
odulr cast on (GG | eTe 160 |15/390-520| .0012 |.0016 |.0016 | .0024 | .0028 | 0031 |.0035 | .0047 | 0059|0071 |.0083
peartic 250 |16]250-520].0012 |.0016 | .0016 | .0024 | .0028 | .0031 |.0035 | .0047 |.0059] .0071 | 0083
 loabie cact o ferritic 130 |19]390-520| .0012 | .0016 |.0016 | .0024 | .0028 | .0031 | .0035 | .0047 | 0059 .0071 |.0083
pearltic 230 |20[360-460].0012 |.0016 | .0016 | .0024 | .0028 | .0031 | .0035 | .0047 |.0059] .0071 | 0083
aluminum- not hardenable 60 |21]520-980].0012 |.0016 | 0016 | .0024 | .0028 |.0031 | .0035 | .0047 |.0059] .0071 |.0083
wrought alloys hardenable 100 |22
o/ o | Not hardenable 75 |23
aluminum- Sk hardenable 90 |24
cast alloys i
1% si il 130 |25
temperature
>1% Pb free cutting 110 |26
copper brass 90 |27
allo i
yS electrolytic 100 |08
copper
cligalesies 70 1o91330-460| 0020 | .0024 | 0028 | 0035 | 0039|0043 | 0047 | 0059 | 0071|0087 | 0110
. fiber plastics Shore D
non metallic 55
hard rubber Shore D 30
annealed 200 |31
Fe based
high ® P8 ™ hardened 280 |32
temperature annealed 250 |33[ 70-260 | .0008 | .0008 | .0008 | 0012 [.0012 |.0012 | .0012 | .0016 |.0016].0020 |.0020
alloys 1or -0 hardened 350 |34
based
cast 320 |35
pure 58| 190 |36
ezl mellese apha+beta |15 310 |a7| 70-260 | 0008 | 0008 | .0008 | 0012 | 0012 0012 | 0012 | 0016 | 0016 00200020
alloys, hardened
- rdoned el hardened 55 HRC [38[180-210
hardened 60 HRC [39]150-180
chilled cast iron cast 400 [40|300-340
cast iron hardened 55 HRC |41{180-210

M) For workpiece materials list, see pages 443-472
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Problem

flank wear

fracture/chipping

build up edge

Cause

Solution

e high cutting speed

chip too thin
insufficient coolant

® reduce cutting speed
® increase feed rate and reduce radial passes
e check coolant pressure / flow direction

=

vibration

high load on cutting edge

e check stability
¢ reduce feed rate
® add radial passes

e cutting speed too low
¢ insufficient coolant

® increase cutting speed
e check coolant pressure / flow direction

thread surface-chatter
marks/vibrations

¢ feed rate is too high
® large profile
e thread length too long

reduce feed rate

add passes

add radial passes
reduce overhang

thread accuracy
(go/nogo gauge)

* tool deflection
® cnc program error

reduce feed rate

add radial passes

use zero compensation
check cnc program

ISCAR



Problem Cause Solution

high load on the cutting edge add radial passes
unproper cutting conditions adjust cutting conditions
chip evacuation add sufficient coolant
CNC program error check cnc program

e tool cutting load e add radial passes and/or

e tool overhang reduce cutting conditions

e clamp tool to the minimum
overhang length

tapered thread
aflank wear e 1® unsuitable cutting conditions * adjust feed/speed
fc:i‘ltj:mp ° | e vibrations e reduce overhang as short as possible
e check tool and workpiece clamping
tool life limit
cutting time|
short tool life

Member IMC Group




Project Information customer _ industry country

Thread

Application

Solution

Attachments

Machine

remarks:

ISCAR

customer goal (productivity, economy, etc.):

proposal for: [Tinsert [ ] tool ['I machining concept

ISCAR representative: email: tel:

competitors: ___target price: annual consumption:
designation pitch standard tolerance clas
majordia. ______ minor dia. pitch dia. number of starts
thread depth [ ] through hole [I'blind hole
special form

for non-standard profiles, detailed information must be supplied (drawing, dimensions & tolerances)

part __ material hardness

] ]
external right-hand thread external left-hand thread external right-hand external left-hand
conventional milling conventional milling thread climb milling thread climb milling
UJ U w U U
internal right-hand thread internal left-hand thread internal right-hand internal left-hand
conventional milling conventional milling thread climb milling
N
serration: [ u
U J
e ‘ N e N
[] single-tooth [ multi-tooth
e N :
- Wi
‘ \
N J N J
[ ]indexable [ ] MULTI-MASTER [ solid carbide LI MULTI-MASTER indexable
[ drawing [/ model [ sketch [ I photo
model shank type/size
coolant: [ internal [ external [] none type:




ISCAR THREAD - Solid Carbide Endmills Designation Code Key

le ] [e] [e] [ [w] (] |e==
v vy Y v 1 v v

v
Mill Thread shank cutting no. of flutes APMX thread thread carbide
endmill diameter diameter C = 3flutes pitch standard grade
carbide D = 4flutes
E = 5flutes
- without coolant hole F = 6flutes

B - central coolant hole

Z - coolant holes in flutes

Q - central coolant hole and reduced neck diameter
S - for small internal threads for general use

SH - for small internal threads in hard materials

I - single point design of cutting head

SOLIDTrinEAD

MTEC-ISO -

Solid Carbide Internal Threading i

Endmills for ISO Thread Profile r DCONMS " DIN13, 150 68-1, |
1SO 965 (182)

Application: General engineering

Dimensions

S
Designation TP M Coarse M Fine DCONMS DC NOF@ APMX OAL Shank® 3
MTEC 06022C5 0.51SO 0.500 M3 =>4 6.00 2.20 3 5.30 58.00 C °
MTEC 06038C10 0.5I1SO 0.500 - =>8) 6.00 3.80 3 10.30 58.00 C o
MTEC 06031C7 0.7I1SO 0.700 M4 =>5 6.00 3.10 8] 7.40 58.00 C [
MTEC 06045C10 0.75ISO 0.750 - =>6 6.00 4.50 3 10.00 58.00 C [
MTEC 06036C9 0.8ISO 0.800 M5 =6 6.00 3.60 3 9.20 58.00 C °
MTEC 0604C10 1.0ISO 1.000 M6 =>7 6.00 4,00 3 10.50 58.00 C (]
MTEC 0604C14 1.0I1SO 1.000 M6 =7 6.00 4.00 3 14.50 58.00 C o
MTEC 0606C12 1.0ISO 1.000 - =>9 6.00 6.00 3 12.50 58.00 C o
MTEC 0808D16 1.0I1SO 1.000 - =>10 8.00 8.00 4 16.50 64.00 C ()
MTEC 0605C14 1.25ISO 1.250 M8 =>10 6.00 5.00 3 14.40 58.00 C o
MTEC 0605C19 1.25I1SO 1.250 M8 =10 6.00 5.00 3 19.40 58.00 C °
MTEC 0807C17 1.51SO 1.500 M10 =>12 8.00 7.00 3 17.30 64.00 C ()
MTEC 0807C24 1.51SO 1.500 M10 =>12 8.00 7.00 3 24.80 76.00 C o
MTEC 1010D21 1.5ISO 1.500 - =>14 10.00 10.00 4 21.80 73.00 C o
MTEC 1616F33 1.51SO 1.500 - =>20 16.00 16.00 6 33.80 100.00 C [
MTEC 0808C20 1.75ISO 1.750 M12 =>14 8.00 8.00 3 20.10 64.00 C o
MTEC 0808C28 1.75I1SO 1.750 M12 =14 8.00 8.00 3 28.90 76.00 C °
MTEC 1010C27 2.0I1SO 2.000 M14 =>15 10.00 10.00 3 27.00 73.00 C [
MTEC 1010C39 2.0ISO 2.000 M14 =>15 10.00 10.00 3 39.00 100.00 C o
MTEC 1212D27 2.0ISO 2.000 = =>18 12.00 12.00 4 27.00 84.00 C °
MTEC 2020F41 2.01SO 2.000 - =>26 20.00 20.00 6 41.00 105.00 C [
MTEC 1414D33 2.51SO 2.500 M20 =22 14.00 14.00 4 33.80 84.00 C o
MTEC 1414D48 2.51SO 2.500 M20 =22 14,00 14.00 4 48.80 107.00 C °
MTEC 1616C40 3.0I1SO 3.000 M24 =25 16.00 16.00 3 40.50 100.00 C [
MTEC 1616C58 3.0I1SO 3.000 M24 =25 16.00 16.00 & 58.50 120.00 C °

* For cutting conditions, see pages 300-301
e For user guide, see pages 279-297

) Thread pitch

@ Number of flutes

@) C-Cylindrical

Member IMC Group
|
L 4 11]




SOLIDTHiREAD

MTEC-ISO
Solid Carbide Internal Threading
Endmills for ISO Thread Profile

DIN13, SO 68-1,
1S0 965 (182)

Application: General engineering

Dimensions

8
Designation TP mm® M Coarse M Fine DCONMS  Shank®@ DC NOF® APMX OAL 3
MTEC 0250C02 0.5I1SO .500 M3 =>.16 .250 C .087 3 210 2.500 °
MTEC 0250C04 0.8ISO .800 M5 =>24 .250 C 142 3 .360 2.500 o
MTEC 0250C04 1.01SO 1.000 M6 =>.28 .250 C .160 3 400 2.500 ()
MTEC 0312D07 1.0ISO 1.000 - =>.39 312 C .310 4 .700 2.500 o
MTEC 0250C07 1.25I1SO 1.250 M8 =>.39 .250 C 197 3 .760 2.500 °
MTEC 0375D09 1.51SO 1.500 MF14 =>4 375 C 370 4 .900 3.000 o
MTEC 0625F13 1.51SO 1.500 MF20 =>.79 .625 C .620 6 1.300 4.000 o
MTEC 0312C07 1.51SO 1.500 M10 =47 312 C .280 3 .700 2.500 .
MTEC 0312C09 1.51SO 1.500 M10 =>A47 312 C 276 3 .980 2.500 ()
MTEC 0750F16 2.0I1SO 2.000 MF26 =>1.02 .750 C .750 6 1.600 4.000 o
MTEC 0375C11 2.01SO 2.000 M16 =>.67 375 C 370 3 1.100 3.000 °
MTEC 0375C15 2.0I1SO 2.000 M16 =>.67 375 C 375 3 1.540 4.000 o
MTEC 0625D13 2.5I1SO 2.500 M20 =87 .625 C .620 4 1.300 4.000 o
MTEC 0625C16 3.0ISO 3.000 M24 =>.98 .625 C .620 3 1.600 4.000 o
MTEC 0625C23 3.0I1SO 3.000 M24 =>.98 .625 C .625 3 2.310 4.500 o

For cutting conditions, see pages 300-301
e For user guide, see pages 279-297

() Thread pitch

(2 C-Cylindrical

(@) Number of flutes

306 ISCAR




SOLIDTriRmEAD

MTECB-ISO

Solid Carbide Internal Threading 3

Endmills with Coolant Hole - DCONMS " DIN13, 150 68-1, |
v 1S0 965 (182)

for ISO Thread Profile

Application: General engineering

Dimensions

S
Designation TPM M Coarse M Fine DCONMS DC NOF®@ APMX OAL Shank® 3
MTECB 06038C10 0.51SO 0.500 - =6 6.00 3.80 8 10.30 58.00 C °
MTECB 06031C7 0.7I1SO 0.700 M4 =5 6.00 3.10 3 7.40 58.00 C o
MTECB 06045C10 0.75ISO 0.750 - =>6 6.00 4.50 8] 10.10 58.00 C [
MTECB 1010D24 0.75IS0O 0.750 - =>12 10.00 10.00 4 24.40 73.00 C (]
MTECB 06038C9 0.8ISO 0.800 M5 =6 6.00 3.80 3 9.20 58.00 C °
MTECB 06046C10 1.0I1SO 1.000 M6 =>7 6.00 4.60 & 10.50 58.00 C [
MTECB 06046C14 1.0I1SO 1.000 M6 =>6 6.00 4.60 3 14.50 58.00 C o
MTECB 0606C12 1.0ISO 1.000 - =9 6.00 6.00 3 12.50 58.00 © .
MTECB 0808D16 1.0I1SO 1.000 - =>10 8.00 8.00 4 16.50 64.00 C [
MTECB 1010D24 1.0I1SO 1.000 - =>12 10.00 10.00 4 2450 73.00 C o
MTECB 0606C14 1.25ISO 1.250 M8 =10 6.00 6.00 3 14.40 58.00 C °
MTECB 0606C19 1.25ISO 1.250 M8 =>10 6.00 6.00 & 19.40 58.00 C [
MTECB 1212D26 1.51SO 1.500 =>16 12.00 12.00 4 26.30 84.00 C o
MTECB 08078C17 1.51SO 1.500 M10 =>12 8.00 7.80 3 17.00 64.00 © .
MTECB 08078C24 1.51SO 1.500 M10 =>12 8.00 7.80 8] 24.80 76.00 C [
MTECB 1010D21 1.51SO 1.500 - =>14 10.00 10.00 4 21.80 73.00 C o
MTECB 1616F33 1.5I1SO 1.500 - =20 16.00 16.00 6 33.80 105.00 C o
MTECB 1009C20 1.75ISO 1.750 M12 =>12 10.00 9.00 & 20.10 73.00 C [
MTECB 1009C28 1.75ISO 1.750 M12 =>12 10.00 9.00 3 28.90 73.00 C o
MTECB 1010C27 2.0ISO 2.000 M14 =>15 10.00 10.00 3 27.00 73.00 © .
MTECB 12118D27 2.0I1SO 2.000 M16 =>17 12.00 11.80 4 27.00 84.00 C °
MTECB 12118D39 2.0I1SO 2.000 M16 =>17 12.00 11.80 4 39.00 105.00 C o
MTECB 1615E33 2.5I1SO 2.500 M20 =22 16.00 15.00 B 33.80 105.00 C °
MTECB 1615E48 2.5I1SO 2.500 M20 =>22 16.00 15.00 B 48.80 105.00 C °
MTECB 2018D58 3.0I1SO 3.000 M24 =>25 20.00 18.00 4 58.50 120.00 C [

e For cutting conditions, see pages 300-301
o With internal coolant hole

e For user guide, see pages 279-297

() Thread pitch

2 Number of flutes

@) G-Cylindrical

Member IMC Group
|
L 4 11]




SOLIDTHiREAD

MTECB-ISO

Solid Carbide Internal Threading 3
Endmills with Coolant Holes - DCONMS DIN13, 150 68-1,
for ISO Thread Profile ' 150 865 (122)

Application: General engineering

Dimensions
=3
Designation TP mm M Coarse M Fine DCONMS Shank( DC NOF@ APMX OAL 3
MTECB 0250C06 1.0ISO 1.000 M6 =>.28 .250 C 181 8 600 2,500 °
MTECB 0312D06 1.0ISO 1.000 M10 =>47 318 C 310 4 650 2.500 °
MTECB 0250C07 1.25ISO 1.250 M8 =>.39 .250 C .250 3 .760 2.500 °
MTECB 0312C09 1.5ISO 1.500 M10 =>.47 313 © 307 3 980 2.500 ]
MTECB 0375C11 1.75ISO 1.750 M12 =>47 375 C 352 3 1.102 3.000 .
MTECB 0375C11 2.0I1SO 2.000 M16 =47 375 C 370 3 1.023 3.000 °
MTECB 0750F16 2.01SO 2.000 M26 =>.94 .750 C 747 6 1,610 4,000 .
* For user guide, see pages 279-297
() G-Cylindrical
2 Number of flutes
SOLIDTriREAD -
MTECQ-ISO S— . @ F
Endmills with Through Tool DC AN L e — DCONMS on
Coolant and Reduced Neck 1 \ ' L] " DIN13, 150 681, |
Diameter for Deep Internal <—APMX4J 150 965 (182
ISO Profile Threading Lu
OAL
M E T R | C
Dimensions
S
Designation TP TDZ DCONMS DC NOF@ APMX LU OAL Shank® §
MTECQ 1010D32 1.0ISO 1.000 =12 10.00 10.00 4 18.00 32.0 73.00 C o
MTECQ 1212D38 1.0ISO 1.000 =>14 12.00 12.00 4 21.00 38.0 84.00 C o
MTECQ 1010D30 1.5ISO 1.500 =13 10.00 10.00 4 18.00 30.0 73.00 C [
MTECQ 2020F60 1.51SO 1.500 =>24 20.00 20.00 6 36.00 60.0 105.00 C o
MTECQ 1212D42 2.0ISO 2.000 =>16 12.00 12.00 4 24,00 42,0 84.00 C o
MTECQ 2020F56 2.0ISO 2.000 =>24 20.00 20.00 6 34.00 56.0 106.00 C [
MTECQ 2020D45 3.51SO 3.500 =>26 20.00 20.00 4 28.00 45.5 106.00 C [
e For cutting conditions, see pages 300-301
e For user guide, see pages 279-297
() Thread pitch
2) Number of flutes
() G-Cylindrical
| N C H
Dimensions
=]
Designation TP mm() TDZ DCONMS DC NOF®@ APMX LU OAL Shank® S
MTECQ 1010D32 1.0ISO 1.000 =>0.472 .394 .394 4 .709 1.260 2.874 C o
MTECQ 1212D38 1.0ISO 1.000 =>0.551 AT2 A72 4 827 1.496 3.307 C o
MTECQ 1010D30 1.51SO 1.500 =>0.511 394 .394 4 .709 1.181 2.874 C o
MTECQ 2020F60 1.51SO 1.500 =>0.944 787 787 6 147 2.362 4134 © .
MTECQ 1212D42 2.0ISO 2.000 =>0.629 A72 A72 4 945 1.654 3.307 C o
MTECQ 2020F56 2.0ISO 2.000 =>0.944 787 787 6 1.339 2.205 4134 C o
MTECQ 2020D45 3.51SO 3.500 >=1.023 187 787 4 1.102 1.791 4134 C [}

e For cutting conditions, see pages 300-301
e For user guide, see pages 279-297

() Thread pitch

@) Number of flutes

() C-Cylindrical

308 ISCAR




SOLIDTHREAD -
MTECQ-UN 7 i
Solid Carbide Endmills DC e || DCONMS
with Internal Coolant Holes 1 , RYp—
and a Reduced Diameter — APMX—J -
Neck, for Deep Internal LU
UN Profile Threading OAL
M E T R | C
Dimensions
3
Designation TPIM TDZ DCONMS DC NOF@ APMX LU OAL Shank® 3
MTECQ 1010D30 20UN 20.0 >=12 10.00 10.00 4 17.80 30.5 73.00 C o
MTECQ 1616F43 20UN 20.0 >=18 16.00 16.00 6 25.40 43.2 105.00 C L]
MTECQ 1616E42 16UN 16.0 >=19 16.00 16.00 5 25.40 429 105.00 C °
MTECQ 1212D42 12UN 12.0 >=16 12.00 12.00 4 25.40 42.3 84.00 C o
e For cutting conditions, see pages 300-301
* For user guide, see pages 279-297
() Threads per inch
2 Number of flutes
(3 C-Cylindrical
| N C H
Dimensions
=3
Designation TPIO TDZ DCONMS DC NOF@ APMX LU OAL Shank S
MTECQ 1010D30 20UN 20.0 >=0.472 .394 .394 4 .701 1.201 2.874 C [
MTECQ 1616F43 20UN 20.0 >=0.708 630 .630 6 1.000 1.701 4134 C (]
MTECQ 1616E42 16UN 16.0 >=0.748 .630 .630 5 1.000 1.689 4134 C o
MTECQ 1212D42 12UN 12.0 >=0.629 472 472 4 1.000 1.665 3.307 C [
e For cutting conditions, see pages 300-301
e For user guide, see pages 279-297
() Threads per inch
(2 Number of flutes
——




SOLIDTHiREAD

MTECZ-I1SO

Solid Carbide Internal Threading
Endmills with Coolant Holes

DCONMS DIN13, SO 68-1,
i 1SO 965 (132)

Application: General engineering

Dimensions
3

Designation TPM M Coarse M Fine DCONMS DC NOF@ APMX OAL Shank® 3
MTECZ 06048C10 1.0ISO 1.000 M6 =7 6.00 4.80 3 10.50 58.00 C o
MTECZ 0606C12 1.0I1SO 1.000 - =9 6.00 6.00 3 12.50 58.00 C [
MTECZ 0808D16 1.0ISO 1.000 - =10 8.00 8.00 4 16.50 64.00 C o
MTECZ 0606C14 1.25ISO 1.250 M8 =>10 6.00 6.00 3 14.40 58.00 C o
MTECZ 0606C19 1.25ISO 1.250 M8 =>10 6.00 6.00 3 19.40 58.00 C o
MTECZ 08078C17 1.5I1SO 1.500 M10 =>12 8.00 7.80 3 17.00 64.00 C o
MTECZ 1010D21 1.5I1SO 1.500 - =>14 10.00 10.00 4 21.80 73.00 C o
MTECZ 1212D26 1.51SO 1.500 - =>16 12.00 12.00 4 26.30 84.00 C o
MTECZ 1616E33 1.5I1SO 1.500 - =20 16.00 16.00 5 33.80 101.00 C o
MTECZ 1009C20 1.75ISO 1.750 M12 =>12 10.00 9.00 3 20.10 73.00 C o
MTECZ 1009C28 1.75ISO 1.750 M12 =>12 10.00 9.00 3 28.90 73.00 C °
MTECZ 1010C27 2.0ISO 2.000 M14 =>15 10.00 10.00 3 27.00 73.00 C °
MTECZ 12118D27 2.0ISO 2.000 M16 =>17 12.00 11.80 4 27.00 84.00 C o

e For cutting conditions, see pages 300-301

o With internal coolant hole

e For user guide, see pages 279-297

() Thread pitch

@ Number of flutes

(3 C-Cylindrical

| N C H
Dimensions
=3

Designation TPmm) M Coarse M Fine DCONMS DC NOF® APMX OAL Shank® 3
MTECZ 06048C10 1.0ISO 1.000 M6 =7 .236 .189 3 413 2.283 C o
MTECZ 0606C12 1.0ISO 1.000 - =9 .236 236 3 492 2.283 C °
MTECZ 0808D16 1.0I1SO 1.000 - =>10 315 315 4 .650 2.520 C .
MTECZ 0606C14 1.25I1SO 1.250 M8 =>10 .236 236 3 567 2.283 C o
MTECZ 0606C19 1.25ISO 1.250 M8 =10 .236 .236 3 764 2.283 C °
MTECZ 08078C17 1.5ISO 1.500 M10 =>12 315 .307 3 669 2.520 C o
MTECZ 1010D21 1.5I1SO 1.500 - =>14 .394 .394 4 858 2.874 C o
MTECZ 1212D26 1.51SO 1.500 - =>16 472 472 4 1.035 3.307 C °
MTECZ 1616E33 1.51SO 1.500 - =>20 .630 .630 5 1.331 3.976 C o
MTECZ 1009C20 1.75ISO 1.750 M12 =>12 .394 354 3 791 2.874 C o
MTECZ 1009C28 1.75ISO 1.750 M12 =>12 .39%4 .354 3 1.138 2.874 C o
MTECZ 1010C27 2.0ISO 2.000 M14 =>15 394 .394 3 1.063 2.874 C [
MTECZ 12118D27 2.0ISO 2.000 M16 =>17 AT2 465 4 1.063 3.307 C [

e For cutting conditions, see pages 300-301
* With internal coolant hole

® For user guide, see pages 279-297

() Thread pitch

) Number of flutes

©3) C-Cylindrical

310 ISCAR




SOLIDTriniEAD -
MTEC E-ISO

Ty
DCONMS

Solid Carbide External Threading
Endmills for an ISO Thread Profile

DIN13, SO 68-1,
1SO 965 (182)

Application: General engineering

Dimensions
3

Designation TP DCONMS DC NOF@ APMX OAL Shank® 3
MTEC E 1010D16 1.0ISO 1.000 10.00 10.00 4 16.50 73.00 C o
MTEC E 1010D16 1.25ISO 1.250 10.00 10.00 4 16.90 73.00 C .
MTEC E 1010D15 1.5I1SO 1.500 10.00 10.00 4 15.80 73.00 C °
MTEC E 1212D20 1.5ISO 1.500 12.00 12.00 4 20.30 84.00 C o
MTEC E 1212D20 1.75ISO 1.750 12.00 12.00 4 20.10 84.00 (o] .
MTEC E 1010C17 2.0ISO 2.000 10.00 10.00 3 17.00 73.00 C °
MTEC E 1212D21 2.0ISO 2.000 12.00 12.00 4 21.00 84.00 C °

e For cutting conditions, see pages 300-301

® For user guide, see pages 279-297

() Thread pitch

2 Number of flutes

@3 C-Cylindrical

| N C H
Dimensions
3

Designation TP mm(® DCONMS DC NOF@ APMX OAL Shank® 3
MTEC E 1010D16 1.0ISO 1.000 .394 .394 4 .650 2.874 C .
MTEC E 1010D16 1.25ISO 1.250 394 394 4 665 2.874 C .
MTEC E 1010D15 1.5I1SO 1.500 394 .39%4 4 622 2.874 C °
MTEC E 1212D20 1.5I1SO 1.500 AT72 AT72 4 .799 3.307 C o
MTEC E 1212D20 1.75ISO 1.750 472 A72 4 791 3.307 (o] .
MTEC E 1010C17 2.0ISO 2.000 394 394 3 .669 2.874 C °
MTEC E 1212D21 2.0ISO 2.000 AT2 AT2 4 827 3.307 C °

e For cutting conditions, see pages 300-301

e For user guide, see pages 279-297

() Thread pitch

2 Number of flutes

@) G-Cylindrical

-HD C Group




SOLIDTHiREAD

MTECS-ISO
Small Diameter Solid Carbide

Threading Endmills for an
Internal ISO Profile

AN " DIN13, 1SO 68-1, |
}F - UDCONMS DIN13, SO 68-1,

Y 1SO 965 (182)

Application: General engineering

Dimensions

S
Designation DC TP@ LU OAL DCONMS TDZ NOF® Shank® 3
MTECS 03007C2 0.25ISO 072 0.250 25 39.00 3.00 M1 3 © °
MTECS 03009C3 0.25ISO 0.90 0.250 3.0 39.00 3.00 M1.2 3 © °
MTECS 03011C4 0.31SO (1) 1.05 0.300 4.0 39,00 3.00 M1.4 3 © .
MTECS 03012C5 0.35IS0 (1) 1.20 0.350 48 39.00 3.00 M1.6 3 © °
MTECS 03016C6 0.41SO (1) 1.53 0.400 6.0 39.00 3.00 M2 3 © °
MTECS 06016C4 0.4I1SO 1.53 0.400 45 58.00 6.00 M2 3 ® °
MTECS 03017C7 0.45I1S0O (1) 1.65 0.450 7.0 39.00 3.00 M2.2 3 © )
MTECS 06017C5 0.451SO 1.65 0.450 5.0 58.00 6.00 M2.2 3 ® °
MTECS 0602C5 0.451SO 1.95 0.450 55 58.00 6.00 M2.5 3 © °
MTECS 0602C5 0.451SO-L 1.95 0.450 55 100.00 6.00 M2.5 3 © °
MTECS 0602C7 0.451SO 1.95 0.450 75 58.00 6.00 M2.5 3 © .
MTECS 06024C6 0.51SO 237 0.500 6.5 58.00 6.00 M3 3 ® °
MTECS 06024C9 0.51SO 2.37 0.500 95 58.00 6.00 M3 3 © °
MTECS 06024C9 0.51SO-L 2.37 0.500 95 100.00 6.00 M3 3 ® °
MTECS 03024C12 0.5ISO 2.40 0.500 125 39,00 3.00 M3 3 © °
MTECS 03024C15 0.51SO 2.40 0.500 15.5 39.00 3.00 M3 3 © °
MTECS 06028C10 0.61SO 2.75 0.600 105 58.00 6.00 M3.5 3 © .
MTECS 06028C7 0.61SO 2.75 0.600 75 58.00 6.00 M3.5 3 ® °
MTECS 06031C12 0.7ISO 3.10 0.700 12,5 58.00 6.00 M4 3 © °
MTECS 06031C120.7ISO-L 3.10 0.700 125 100.00 6.00 M4 3 ® °
MTECS 06031C16 0.7ISO 3.10 0.700 16.7 58.00 6.00 M4 3 © °
MTECS 06031C9 0.7ISO 3.10 0.700 9.0 58.00 6.00 M4 3 © °
MTECS 06038C12 0.8ISO 3.80 0.800 125 58.00 6.00 M5 3 © .
MTECS 06038C16 0.8ISO 3.80 0.800 16.0 58.00 6.00 M5 3 ® °
MTECS 06038C160.8ISO-L 3.80 0.800 16.0 100.00 6.00 M5 3 © °
MTECS 0604C20 0.8I1SO 4,00 0.800 20.8 58.00 6.00 M5 3 ® °
MTECS 06047C14 1.0ISO 4,65 1.000 14.0 58.00 6.00 M6 3 © °
MTECS 06047C20 1.0ISO 4,65 1.000 20.0 58.00 6.00 M6 3 © °
MTECS 06047C201.01SO-L 4,65 1.000 20.0 100.00 6.00 M6 3 © °
MTECS 06048C25 1.0ISO 4.80 1.000 25.0 58.00 6.00 M6 3 ® °
MTECS 06054D20 0.5ISO 5.35 0.500 200 58.00 6.00 M6 4 © °
MTECS 0606C18 1.25I1SO 6.00 1.250 18.0 58.00 6.00 M8 3 ® °
MTECS 0606C24 1.251S0 6.00 1.250 24.0 58.00 6.00 M8 3 © °
MTECS0606C24 1.251SO-L 6.00 1.250 24.6 100.00 6.00 M8 3 © °
MTECS 08078C23 1.51SO 7.80 1500 23.0 64.00 8.00 M10 3 © °
MTECS 08078C31 1.5I1SO 7.80 1.500 315 64.00 8.00 M10 3 ® °
MTECS 0808D25 0.75ISO 8.00 0.750 25.0 64.00 8.00 M10 4 © .
MTECS 1009C26 1.75ISO 9.00 1.750 26.0 73.00 10.00 M12 3 ® °
MTECS 1009C37 1.75ISO 9.00 1.750 37.8 73.00 10.00 M12 3 © °
MTECS 12118D35 2.0ISO 11.80 2.000 35.0 84.00 12.00 M16 4 C (]
MTECS 12118D50 2.0ISO 11.80 2.000 50.0 100.00 12.00 M16 4 © °
MTECS 1615E43 2.51SO 15.00 2,500 43.0 100.00 16.00 M20 5 ® °

e For cutting conditions, see pages 300-301

e For user guide, see pages 279-297

() Specially designed for the production of dental implants
@) Thread pitch

() Number of flutes

(4) C-Cylindrical

312 ISCAR




SOLIDTHiREAD

MTECS-ISO
Small Diameter Solid Carbide

Threading Endmills for an
Internal ISO Profile

6

* - ] DCONMS " DIN13, 150 68-1, |

Y 1SO 965 (182)

LU—l ‘

Application: General engineering

Dimensions
=]
Designation DC TP mm LU OAL DCONMS TDZ NOF( Shank®@ 3
MTECS 0250C18 0.41SO .061 400 .180 2.500 250 M2 3 C °
MTECS 0250C22 0.45ISO 077 450 220 2.500 .250 M2.5 3 C (]
MTECS 0250C30 0.45ISO 077 450 .300 2.500 250 M2.5 3 C (]
MTECS 0250C26 0.51SO .093 .500 .260 2.500 .250 M3 3 C (]
MTECS 0250C37 0.51SO .093 .500 370 2.500 .250 M3 3 C °
MTECS 0250C30 0.61SO .108 .600 .300 2.500 .250 M3.5 3 C °
MTECS 0250C35 0.7ISO 122 .700 .350 2.500 .250 M4 3 C °
MTECS 0250C49 0.71SO 122 .700 490 2.500 .250 M4 8 C .
MTECS 0250C49 0.8ISO 150 .800 490 2.500 .250 M5 3 C (]
MTECS 0250C63 0.8ISO 150 .800 630 2.500 .250 M5 3 C [
MTECS 0250C79 1.0I1SO .183 1.000 .790 2.500 .250 M6 3 C °
MTECS 0250C71 1.25ISO .234 1.250 .710 2.500 .250 M8 8 C °
MTECS 0250C94 1.25ISO .234 1.250 .940 2.500 .250 M8 8 C °
MTECS 0312C91 1.5I1SO .307 1.500 910 2.500 312 M10 8 ¢ °
MTECS 0375C10 1.75ISO .354 1.750 1.020 3.000 375 M12 3 C (]
MTECS 0500D13 2.0ISO 465 2.000 1.380 3.000 500 M16 4 C (]
MTECS 0625E16 2.51SO .591 2.500 1.690 4,000 625 M20 5 C °
e For cutting conditions, see pages 300-301 e For user guide, see pages 279-297
() Number of flutes
) C-Cylindrical
SOLIDTriREAD P
MTECSH-ISO ; N - E
Small Diameter Short Left-Hand <
DCONMS ff—— —- mil- oc 6H
Cut. Internal ISO Profile Threading { =-wv ] " DIN13,1S0 68-1, |
; l—LU 1S0 965 (12)
Endmills for Hardened Steel @ 4?
Left-hand tools (CNC code M04) - Application: General engineering

Dimensions

S
Designation DC TPM LU OAL DCONMS TDZ NOF®@ Shank® 3
MTECSH 03011C4 0.3ISO 1.05 0.300 40 39.00 3.00 M1.4 3 C [
MTECSH 03012C5 0.35ISO 1.20 0.350 4.8 39.00 3.00 M1.6, M1.8 3 © °
MTECSH 03016C6 0.41SO 1.55 0.400 6.0 39.00 3.00 M2 3 C [
MTECSH 06016C4 0.41SO 1.55 0.400 45 58.00 6.00 M2 3 C o
MTECSH 06017C5 0.451SO 1.65 0.450 5.0 58.00 6.00 M2.2 3 © .
MTECSH 0602C5 0.451SO 1.95 0.450 515) 58.00 6.00 M2.5 3 © °
MTECSH 0602C7 0.451SO 1.95 0.450 75 58.00 6.00 M2.5 3 © °
MTECSH 06024C6 0.51SO 2.35 0.500 6.5 58.00 6.00 M3 3 © °
MTECSH 06024C9 0.51SO 2.35 0.500 9.5 58.00 6.00 M3 3 C [
MTECSH 06028C7 0.61SO 2.75 0.600 7.5 58.00 6.00 M3.5 3 C [
MTECSH06028C10 0.6I1SO 2.75 0.600 10.0 58.00 6.00 M3.5 3 C o
MTECSH 06031C9 0.7I1SO 3.10 0.700 9.0 58.00 6.00 M4 3 © °
MTECSH 06031C12 0.7I1SO 3.10 0.700 125 58.00 6.00 M4 3 © °
MTECSH 06038C12 0.8ISO 3.80 0.800 125 58,00 6.00 M5 3 © °
MTECSH 06038C16 0.8I1SO 3.80 0.800 16.0 58.00 6.00 M5 3 0 .
MTECSH 06047C14 1.0ISO 4.65 1.000 14.0 58.00 6.00 M6 3 C [
MTECSH 06047C20 1.0ISO 465 1.000 20.0 58.00 6.00 M6 3 C o
MTECSH 0606C18 1.25I1SO 5.95 1.250 18.0 58.00 6.00 M8 3 C o
MTECSH 0606C24 1.251SO 5.95 1.250 24.0 58.00 6.00 M8 3 © °
MTECSH 08078C23 1.5I1SO 7.80 1.500 23.0 64.00 8.00 M10 3 © °
MTECSH 1009C26 1.75ISO 9.00 1.750 26.0 73.00 10.00 M12 3 © °
MTECSH 12118D35 2.0I1SO 11.80 2.000 35.0 84.00 12.00 M16 4 © °

e For cutting conditions, see pages 300-301 e For user guide, see pages 279-297
() Thread pitch

(2 Number of flutes

@) C-Cylindrical

Member IMC Group




SOLIDTHiREAD

MTECD-ISO chw U2 T8 E
Small Diameter Short Left-Hand 3 on

Cut. Solid Carbide Endmills bo ﬂ DOONMS oI, 506811, |

1S0 965 (182)

for Internal ISO Profile Drilling, i —— lU—
Threading and Chamfering.

OAL

Left-hand tools (CNC code M04) - Application: General engineering + Coolant holes only in 1.0-2.0 pitch tools

M E T R 1 (&

Dimensions Tough «<— Hard
= 8
Designation TP  TDZ DCONMS DC NOF® LU OAL CHW LU2 Shank® CsP4 | & 3
MTECD 06032C11 0.7ISO 0.700 M4 6.00 3.15 3 11.6 58.00 0.20 0.7 C 0 (]
MTECDH06032C11 0.7ISO 0.700 M4 6.00 3.15 8 11.6 58.00 0.20 0.7 C 0 °
MTECD 0604C14 0.8ISO 0.800 M5 6.00 4.00 3 14.4 58.00 0.30 0.8 C 0 [}
MTECD 08047C14 1.0ISO 1.000 M6-M9 8.00 4.70 3 14.0 64.00 0.40 1.0 C 1 .
MTECD 08061D18 1.25I1SO 1250  M8-M12 8.00 6.10 4 18.0 64.00 0.50 1.3 C 1 °
MTECD 08078D23 1.5ISO 1500  M10-M15 8.00 7.80 4 23.0 64.00 0.60 15 C 1 o
MTECD 1009D26 1.75ISO 1.750 M12 10.00 9.00 4 26.0 73.00 0.60 1.8 C 1 (]
MTECD 12118D35 2.0ISO 2000 M16-M23 12.00 11.80 4 35.0 84.00 0.60 2.0 C 1 °
e For cutting conditions, see pages 300-301
e Thread hole, thread and chamfer by circular interpolation
e For user guide, see pages 279-297
() Thread pitch
(2 Number of flutes
@) C-Cylindrical
) 0 - Without coolant supply, 1 - With coolant supply
| N C H
Dimensions Tough «<— Hard
2 | 8
Designation TPmm® TDZ DCONMS DC NOF® U OAL CHW LU_2 Shank® CSP4 3 3
MTECD 06032C11 0.7ISO .700 M4 .236 124 8 457 2.283 .008 .03 C 0 ()
MTECDH06032C11 0.7ISO .700 M4 .236 124 3 457 2283 .008 .03 C 0 (]
MTECD 0604C14 0.8ISO .800 M5 .236 157 & 567 2283 012 .03 C 0 °
MTECD 08047C14 1.0ISO 1.000 M6-M9 315 185 8 551 2.520 .016 .04 C 1 [}
MTECD 08061D18 1.25I1SO 1.250 M8-M12 315 240 4 .709 2.520 .020 .06 C 1 o
MTECD 08078D23 1.5I1SO 1.500 M10-M15 315 307 4 .906 2.520 .024 .06 C 1 o
MTECD 1009D26 1.75ISO 1.750 M12 394 354 4 1.024 2874 .024 .07 C 1 o
MTECD 12118D35 2.0ISO 2.000 M16-M23 AT2 465 4 1378 3307 .024 .08 C 1 [}

For cutting conditions, see pages 300-301

Thread hole, thread and chamfer by circular interpolation
For user guide, see pages 279-297

() Thread pitch

(2 Number of flutes

@) C-Cylindrical

) 0 - Without coolant supply, 1 - With coolant supply

314 ISCAR




SOLIDTrhiREAD

MTEC-UN

Solid Carbide Threading Endmills 1y

for Internal UN Thread Profile - DCONMS ——
ANSI/ASME B1.1

Application: General engineering

Dimensions

3
Designation TPIO UNC UNF UNEF  DCONMS DC NOF®@ APMX OAL Shank® TPH 3
MTEC 06025C6 40UN 40.0 5 = - 6.00 2.50 3 6.00 57.00 C 0.635 °
MTEC 06032C6 32UN 32.0 8 10 12 6.00 3.20 3 6.80 57.00 C 0.794 o
MTEC 0604C11 28UN 28.0 - 1/4 - 6.00 4.00 3 11.30 57.00 C 0.907 o
MTEC 0606C14 28UN 28.0 - - 7/16,1/2 6.00 6.00 3 14.50 57.00 C 0.907 .
MTEC 0605C14 24UN 24.0 5 5/16 ® 6.00 5.00 3 14.30 57.00 C 1.058 o
MTEC 0807C21 24UN 24.0 - 3/8 9/16,5/8 8.00 7.00 3 20.00 63.00 C 1.058 o
MTEC 06045C12 20UN 20.0 1/4 - - 6.00 4.50 3 12.10 57.00 C 1.270 o
MTEC 0807C21 20UN 20.0 5 7/16,1/2 ® 8.00 7.00 3 20.00 63.00 C 1.270 o
MTEC 1212E27 20UN 20.0 - - 3/4,1 12.00 12.00 5) 27.30 83.00 C 1.270 o
MTEC 0605C14 18UN 18.0 5/16 = - 6.00 5.00 3 14.80 57.00 C 1.411 °
MTEC 1010D26 18UN 18.0 5 9/16,5/8  1-1/8,1-5/8 10.00 10.00 4 26.10 72.00 C 1.411 o
MTEC 0606C16 16UN 16.0 3/8 - - 6.00 6.00 3 16.70 57.00 C 1.588 o
MTEC 1212D31 16UN 16.0 - 3/4 - 12.00 12.00 4 30.00 83.00 C 1.588 °
MTEC 1615E37 14UN 14.0 5 7/8 ® 16.00 15.00 5 37.20 100.00 C 1.814 o
MTEC 0808C22 13UN 13.0 12 - - 8.00 8.00 3 22.50 63.00 C 1.954 [
MTEC 1010C26 12UN 12.0 9/16 = ° 10.00 10.00 3 26.50 72.00 C 2117 o
MTEC 1616E41 12UN 12.0 - 1,1-1/2 - 16.00 16.00 5 41.30 100.00 C 2117 o
MTEC 1010C28 11UN 11.0 5/8 - - 10.00 10.00 3 28.90 72.00 C 2.309 o
MTEC 1212C34 10UN 100 3/4 - - 12.00 12.00 3 34.30 83.00 C 2.540 .
MTEC 1615C38 9UN 9.0 7/8 - - 16.00 15.00 3 38.10 100.00 C 2.822 o
MTEC 1616C42 8UN 8.0 1.0 = - 16.00 16.00 3 42.90 100.00 C 8.175 [
e For cutting conditions, see pages 300-301
e For user guide, see pages 279-297
() Threads per inch
(2 Number of flutes
() C-Cylindrical
) Thread pitch

-2., C Group




SOLIDTHREAD

MTECB-UN

Solid Carbide Threading
Endmills with Coolant Hole for
Internal UN Thread Profile

- DCONMS —
] ANSI/ASME B1.1

Application: General engineering

Dimensions
3

Designation TPIM UNC UNF UNEF  DCONMS DC NOF@ APMX  OAL Shank® TPY 3
MTECB 06032C6 32UN 32.0 8 10 12 6.00 3.20 3 6.80 58.00 C 0.794 .
MTECB 0606C14 32UN 32.0 - - 7/16-1/2 6.00 6.00 3 16.00 58.00 C 0.794 L]
MTECB 0808D18 32UN 32.0 - - 3/8 8.00 8.00 4 18.70 64.00 C 0.794 °
MTECB 0605C11 28UN 28.0 - 1/4 - 6.00 5.00 3 11.30 58.00 C 0.907 .
MTECB 08066C14 24UN 24.0 : 5/16 - 8.00 6.60 3 14.30 64.00 C 1.058 o
MTECB 0808D21 24UN 24.0 - - 9/16-5/8 8.00 8.00 4 20.60 64.00 C 1.058 °
MTECB 0808C21 20UN 20.0 - 7/16 - 8.00 8.00 3 21.00 64.00 C 1.270 o
MTECB 1010D22 20UN 200 - 1/2 - 10.00 10.00 4 22.30 73.00 C 1.270 °
MTECB 06056C14 18UN 18.0 5/16 - - 6.00 5.60 3 14.80 58.00 C 1.411 °
MTECB 12113D26 18UN 18.0 - 9/16-5/8 1-1/8_1-5/8 12.00 11.30 4 26.10 84.00 C 1411 o
MTECB 08067C16 16UN 16.0 3/8 - - 8.00 6.70 3 16.70 64.00 C 1.588 °
MTECB 1212D31 16UN 16.0 - 3/4 - 12.00 12.00 4 31.00 84.00 C 1.588 °
MTECB 08077C20 14UN 14.0 716 - - 8.00 7.70 3 20.90 64.00 C 1.814 o
MTECB 1616E37 14UN 14.0 - 7/8 - 16.00 16.00 B 37.20 105.00 C 1.814 °
MTECB 10092C22 13UN 13.0 12 - - 10.00 9.20 3 22.50 73.00 C 1.954 °
MTECB 12114C28 11UN 11.0 5/8 - - 12.00 11.40 3 28.90 84.00 C 2.309 o
MTECB 16144D34 10UN 10.0 3/4 - - 16.00 14.40 4 34.30 105.00 C 2.540 °
MTECB 20195D42 8UN 8.0 1 - - 20.00 19.50 4 42.90 105.00 C 3.175 [

* For cutting conditions, see pages 300-301 e For user guide, see pages 279-297

() Threads per inch

2 Number of flutes

() C-Cylindrical

@) Thread pitch

| N C H
Dimensions
3

Designation TPIO UNC UNF UNEF DCONMS  Shank®@ DC NOF® APMX OAL 3
MTECB 0250C05 32UN 32.0 5/16 .250 C .250 3 .580 2.500 °
MTECB 0312D07 32UN 32.0 3/8 313 C 312 4 740 2.500 °
MTECB 0250C04 28UN 28.0 1/4 .250 C 197 3 440 2.500 °
MTECB 0250C05 28UN 28.0 7/16-1/2 .250 C .250 3 .560 2.500 °
MTECB 0312C05 24UN 24.0 5/16 313 C .260 3 560 2.500 °
MTECB 0312D08 24UN 24.0 3/8-5/8 318 C 312 4 810 2.500 °
MTECB 0250C04 20UN 20.0 1/4 .250 C 185 3 480 2.500 .
MTECB 0312C08 20UN 20.0 7/16 313 C 312 3 .830 2.500 °
MTECB 0375D08 20UN 20.0 12 375 C 375 4 .880 3.000 °
MTECB 0500E11 20UN 20.0 3/4-1 .500 C .500 5 1.070 3.500 [
MTECB 0250C05 18UN 18.0 5/16 .250 C 220 3 .580 2.500 °
MTECB 0500D10 18UN 18.0 9/16-5/8 1.1/8-1.5/8 .500 C 445 4 1.030 4.000 °
MTECB 0312C06 16UN 16.0 3/8 313 C 264 3 .660 2.500 o
MTECB 0500D12 16UN 16.0 3/4 .500 C .500 4 1.220 3.500 °
MTECB 0312C08 14UN 14.0 716 318 C 308 3 820 2.500 °
MTECB 0625E14 14UN 14.0 7/8 625 C 625 5 1.460 4.000 [
MTECB 0375C08 13UN 13.0 12 375 C .362 3 890 3.000 °
MTECB 0500C10 12UN 12.0 9/16 .500 C 413 3 1.040 3.500 °
MTECB 0625E16 12UN 12.0 1.1-12 625 C 625 5 1.630 4.000 [
MTECB 0500C11 11UN 11.0 5/8 .500 C 449 3 1.140 4.000 °
MTECB 0625D13 10UN 10.0 3/4 625 C 567 4 1.350 4.000 °
MTECB 0625C15 9UN 9.0 7/8 625 C 625 3 1.500 4.000 [
MTECB 0750D16 8UN 8.0 1 .750 C .750 4 1.690 4.000 °
MTECB 0750D17 7UN 7.0 1_1/8-1_1/4 .750 C .750 4 1.780 4,000 [

e For cutting conditions, see pages 300-301 ® For user guide, see pages 279-297
() Threads per inch

(2 C-Cylindrical

() Number of flutes

316 ISCAR




SOLIDTriniEAD
MTECZ-UN

Solid Carbide Threading
Endmills with Coolant Holes
Located in the Flutes for
Internal UN Thread Profiles

DCONMS —_———
) ANSI/ASME B1.1

Application: General engineering

M T R | C
Dimensions
=3
Designation TPI)  UNC UNF UNEF  DCONMS DC NOF®@ APMX OAL Shank® TP §
MTECZ 1010D22 20UN 20.0 = 12 ° 10.00 10.00 4 22.30 73.00 C 1.270 o
MTECZ 12113D26 18UN 18.0 9/16-5/8  1_1/8-1.5/8 12.00 11.30 4 26.10 84.00 C 1.411 o
MTECZ 08067C16 16UN 16.0 3/8 = 8.00 6.70 3 16.70 64.00 C 1.588 o
MTECZ 1212D31 16UN 16.0 - 3/4 12.00 12.00 4 31.00 84.00 C 1.588 [
MTECZ 16144D34 10UN 10.0 3/4 - 16.00 14.40 4 34.30 101.00 C 2.540 [
e For cutting conditions, see pages 300-301 ¢ With internal coolant hole e For user guide, see pages 279-297
() Threads per inch
2 Number of flutes
() C-Cylindrical
() Thread pitch
| N C H
Dimensions
=3

Designation TPIW  UNC UNF UNEF  DCONMS DC NOF®@ APMX OAL Shank® TP mm@ S
MTECZ 1010D22 20UN 20.0 1/2 - 394 394 4 878 2.874 (o] 1.270 (]
MTECZ 12113D26 18UN 18.0 9/16-5/8  1_1/8-1.5/8 472 445 4 1.028 3.307 C 1.411 .
MTECZ 08067C16 16UN 16.0 3/8 - - 315 264 3 657 2.520 C 1.588 .
MTECZ 1212D31 16UN 16.0 ° 3/4 - AT2 AT2 4 1.220 3.307 C 1.588 o
MTECZ 16144D34 10UN 10.0 3/4 = = .630 .567 4 1.350 3.976 C 2.540 o
e For cutting conditions, see pages 300-301 e With internal coolant hole e For user guide, see pages 279-297
() Threads per inch
2 Number of flutes
() C-Cylindrical
() Thread pitch
SOLIDTriREAD -
MTEC E-UN sk !
Solid Carbide Threading oc M > Il bconms

Endmills with UN Form
for External Threading

~— APMX ——‘

i —
—-.\

2A
ANSI/ASME B1.1

OAL

Application: General engineering

[==]
(=3
Designation TPI DCONMS DC NOF@ APMX OAL Shank® 3
MTEC E 1010D16 24UN 240 10.00 10.00 4 16.40 73.00 c .
MTEC E 1212E21 20UN 200 12.00 12.00 5 21.00 84.00 c .
MTEC E 1212D20 12UN 12.0 12.00 12.00 4 20.10 84.00 C o

e For cutting conditions, see pages 300-301 e For user guide, see pages 279-297

() Threads per inch
(2 Number of flutes
() C-Cylindrical

(=]
o
Designation TPIO DCONMS DC NOF®@ APMX OAL Shank® 5
24,0 394 394 4 646 2.874 © .
MTEC E 1212E21 20UN 20.0 472 472 5 827 3.307 C .
| MTEC E 1212D20 12UN | 120 472 472 4 791 3.307 © .
e For cutting conditions, see pages 300-301
() Threads per inch
2 Number of flutes
() C-Cylindrical Member IMC Group
r r |




SOLIDTrHiREAD
Pitch

MTECD-UN ch, b e

Small Diameter, Short, T i

Left Hand, Internal UN DC DCONMS RYp—

Profile Endmills for Drilling, L ‘ ! .

Threading and Chamfering OAL

Left-hand tools (CNC code M04) - Application: General engineering + Coolant holes only in 28-16 TPI tools

M E T R I (&

Dimensions Tough «<— Hard
S 3
Designation TP CNT DCONMS DC NOF® LH  OAL Ch L1 Shank® CSP® THFT | 3 3
MTECD 06033C12 36UN 36.0 8 6.00 3.30 3 12.0 58.00 0.2 0.7 © 0 UNB0 o
MTECD 06032C12 32UN 32.0 8 6.00 3.20 3 12.3 58.00 0.3 0.8 C 0 UNBO °
MTECD 06038C14 32UN 32.0 10 6.00 3.80 8] 14.0 58.00 0.3 0.8 C 0 UNB0 [
MTECD 0805C14 28UN 28.0 1/4-3/8 8.00 5.00 3 145 64.00 0.4 0.9 C 1 UNB0 °
MTECD 08065D17 24UN 24.0 5/16-1/2 8.00 6.50 4 17.0 64.00 0.5 1.1 C 1 UNB0 [
MTECD 08048C14 20UN 20.0 1/4-3/8 8.00 4.80 & 14.0 64.00 0.4 1.3 C 1 UNBO [
MTECD 0806D17 18UN 18.0 5/16-7/16 8.00 6.00 4 17.0 64.00 0.5 14 © 1 UNB0 o
MTECD 08067C22 16UN 16.0 3/8-1/2 8.00 6.70 & 22.0 64.00 0.5 1.6 C 1 UNBO [
MTECDH 08067C22 16UN 16.0 3/8-1/2 8.00 6.70 3 22.0 64.00 0.5 1.6 C 1 UNB0 [

For cutting conditions, see pages 300-301 e Thread hole, thread and chamfer are made by circular interpolation e For user guide, see pages 279-297
() Threads per inch

2 Number of flutes

() C-Cylindrical

) 0 - Without coolant supply, 1 - With coolant supply

Dimensions Tough <— Hard
=3 8
Designation TPI"  CNT  DCONMS DC NOF®@ LH OAL Ch L1 Shank CSP® THFT 3 3
MTECD 06033C12 36UN 36.0 8 .236 130 3 472 2283 02 .03 C 0 UNB0 .
MTECD 06032C12 32UN 32.0 8 .236 126 3 484 2.283 0.3 .03 C 0 UN6O [
MTECD 06038C14 32UN 32.0 10 .236 150 3 551 2283 03 .08 C 0 UNGO (]
MTECD 0805C14 28UN 28.0 1/4-3/8 315 197 3 571 2520 04 .04 C 1 UNB0 o
MTECD 08065D17 24UN 240  5/16-172 315 .256 4 .669 2520 05 .04 C 1 UNB0 o
MTECD 08048C14 20UN 20.0 1/4-3/8 315 189 3 551 2520 04 .05 C 1 UNGO .
MTECD 0806D17 18UN 180  5/16-7/16 315 .236 4 669 2520 05 .06 C 1 UNB0 L]
MTECD 08067C22 16UN 16.0 3/8-1/2 315 264 3 .866 2520 05 .06 C 1 UN60 [
MTECDH 08067C22 16UN 16.0 3/8-1/2 .3156 264 3 .866 2520 05 .06 C 1 UNB0 o

For cutting conditions, see pages 300-301

() Threads per inch

2) Number of flutes

@) 0 - Without coolant supply, 1 - With coolant supply

SOLIDTriREAD
MTECZ-Whitworth

Solid Carbide Threading Endmills
with Coolant Holes Located

in the Flutes, for Internal or
External Whitworth Thread

+
DC%NMS

Dimensions
=]
Designation TPIO BSW DCONMS DC NOF@ APMX OAL Shank® THFT S
MTECZ 10092D24 16W 16.0 1/2 10.00 9.20 4 24.60 73.00 C WH55 [
MTECZ 10086D24 12W 12.0 1/2 10.00 8.60 4 24.40 73.00 C WH55 o
MTECZ 12109D28 11W 11.0 5/8 12.00 10.90 4 28.90 84.00 C WH55 o

internal & external tolerance: B.S.84 - medium class ® For cutting conditions, see pages 300-301 e With internal coolant hole e For user guide, see pages 279-297
() Threads per inch

(2 Number of flutes

() G-Cylindrical

318 ISCAR




SOLIDTHiREAD

MTECS-UN ] =

Small Diameter Solid L -
Carbide UN Profile Threading DC wb‘-= —_— DCONMS .
Endmills for Steel v ANSVASME B1.1

Application: General engineering

Dimensions

S
Designation DC TPI@ TP® LU OAL DCONMS UNC UNF NOF®) Shank® | &
MTECS 03012C8 80UN 1.15 80.0 0.318 8.0 39.00 3.00 - 0 3 C °
MTECS 03015C6 72UN (1) 1.45 72.0 0.353 6.0 39.00 3.00 - 1 3 © °
MTECS 03016C6 56UN 1.65 56.0 0.454 6.6 39.00 3.00 2 3 3 c °
MTECS 03016C9 56UN 1.65 56.0 0.454 9.2 39.00 3.00 2 3 3 © °
MTECS 03016C11 56UN 1.65 56.0 0.454 11.4 39.00 3.00 2 3 3 o °
MTECS 06016C4 56UN 1.65 56.0 0.454 44 58.00 6.00 2 3 3 c °
MTECS 06016C6 56UN 1.65 56.0 0454 6.6 58.00 6.00 2 3 3 © °
MTECS 06016C6 56UN-L 1.65 56.0 0.454 6.6 100.00 6.00 2 3 3 c °
MTECS 06019C5 48UN 1.90 480 0,529 52 58.00 6.00 3 4 3 c °
MTECS 03021C8 40UN 210 40.0 0635 80 39.00 3.00 4 3 © °
MTECS 03021C12 40UN 210 400 0.635 12.0 39.00 3.00 4 3 c °
MTECS 06021C8 40UN 210 400 0.635 8.0 58.00 6.00 4 3 c °
MTECS 06021C8 40UN-L 2.10 40.0 0635 80 100.00 6.00 4 - 3 © °
MTECS 06024C9 40UN 2.45 400 0.635 96 58.00 6.00 5 6 3 c °
MTECS 06021C6 40UN 210 400 0,635 6.3 58.00 6.00 4 3 © °
MTECS 06021C6 40UN-L 210 40.0 0635 6.3 100.00 6.00 4 - 3 © °
MTECS 06033C9 36UN 3.30 36.0 0.706 9.0 58.00 6.00 - 8 3 c °
MTECS 03025C14 32UN 2.55 32,0 0.794 14.8 39.00 3.00 6 - 3 © °
MTECS 06025C7 32UN 255 32,0 0.7% 7.4 58.00 6.00 6 3 © °
MTECS 06025C10 32UN 255 320 0.794 10.5 58.00 6.00 6 3 c °
MTECS 06025C10 32UN-L 2.55 320 0.794 10.5 100.00 6.00 6 - 3 ® °
MTECS 06032C9 32UN 3.20 32,0 0.79% 95 58.00 6.00 8 10 3 © °
MTECS 06032C12 32UN 3.20 320 0.794 12,5 58.00 6.00 8 10 3 c °
MTECS 06037C10 32UN 370 32,0 0.794 10.5 58.00 6.00 - 10 3 © °
MTECS 06037C15 32UN 3.70 32,0 0.79% 15.0 58.00 6.00 - 10 3 © °
MTECS 06037C15 32UN-L 370 320 0.794 15.0 101.00 6.00 - 10 3 c °
MTECS 06042C11 28UN 4.20 280 0.907 11.0 58.00 6.00 - 12 3 ® °
MTECS 0605C14 28UN 5.00 28.0 0.907 145 58.00 6.00 - 1/4 3 © °
MTECS 0605C19 28UN 5.00 280 0.907 19.0 58.00 6.00 - 1/4 3 c °
MTECS 06035C10 24UN 350 24.0 1.058 10.6 58.00 6.00 10,12 - 3 © °
MTECS 06035C15 24UN 3.50 24.0 1.058 15.5 58.00 6.00 10,12 - 3 © °
MTECS 08066C17 24UN 6.60 24.0 1.058 17.0 64.00 8.00 - 5/16 3 c °
MTECS 08066C24 24UN 6.60 24.0 1.058 24.0 64.00 8.00 - 5/16 3 ® °
MTECS 06047C14 20UN 475 200 1.270 14.0 58.00 6.00 1/4 - 3 © °
MTECS 06047C19 20UN 475 20.0 1.270 19.0 58.00 6.00 1/4 3 c °
MTECS 06047C19 20UN-L 475 20.0 1.270 19.0 100.00 6.00 1/4 - 3 © °
MTECS 0808C25 20UN 8.00 200 1.270 25.0 64.00 8.00 - 7116 3 © °
MTECS 0808C34 20UN 8.00 20.0 1.270 34.6 64.00 8.00 - 7/16 3 c °
MTECS 0606C17 18UN 6.00 18.0 1.411 17.0 58.00 6.00 5/16 - 3 ® °
MTECS 0606C23 18UN 6.00 18.0 141 23.0 58.00 6.00 5/16 - 3 © °
MTECS 1212D35 18UN 12.00 18.0 1.411 350 84.00 12,00 - 5/8 4 c °
MTECS 08067C22 16UN 6.70 16.0 1.588 220 64.00 8.00 38 3 © °
MTECS 08067C30 16UN 6.70 16.0 1.588 30.2 64.00 8.00 3/8 3 © o
MTECS 08077C25 14UN 7.70 14.0 1.814 25.0 64.00 8.00 7116 3 c °
MTECS 08077C35 14UN 7.70 14.0 1.814 352 64.00 8.00 7116 3 © °
MTECS 10092C27 13UN 9.20 13.0 1.954 275 73.00 10.00 1/2 3 © °
MTECS 12114C34 11UN 11.40 11.0 2.309 345 84.00 12.00 5/8 3 o °
MTECS 12114C50 11UN 11.40 11.0 2.309 50.0 101.00 12.00 5/8 3 © °
MTECS 16144D41 10UN 14.40 10.0 2.540 45 105.00 16.00 3/4 4 o °

e For cutting conditions, see pages 300-301

* For user guide, see pages 279-297

() Specially designed for the production of dental implants
(@ Threads per inch

©) Thread pitch

@) Number of flutes

(8) C-Cylindrical

Member IMC Group




SOLIDTHREAD -
MTECS-UN N ;
Small Diameter Solid Dloi 77777 ]l, ,,,,,,,,,,,,,, _lbconvs
Carbide UN Profile Threading
Endmills for Steel Lu
OAL
Application: General engineering
| N C H
Dimensions
3
Designation DC TPI UNC UNF LU OAL DCONMS NOF®@ Shank® 3
MTECS 0250C15 72UN 067 720 - 1 150 2,500 250 8 © .
MTECS 0250C15 64UN 055 64.0 1 2 150 2.500 250 3 C .
MTECS 0250C17 56UN .065 56.0 2 3 170 2.500 .250 3 C [
MTECS 0250C26 56UN .065 56.0 2 3 .260 2.500 .250 3 C o
MTECS 0250C20 48UN 075 48.0 3 4 .200 2.500 .250 3 C o
MTECS 0250C25 40UN .083 40.0 4 = .250 2.500 .250 3 C o
MTECS 0250C28 40UN .096 40.0 5 6 .280 2.500 .250 3 C o
MTECS 0250C31 40UN .083 40.0 4 - .310 2.500 .250 3 C [
MTECS 0250C38 40UN .096 40.0 5 6 .380 2.500 .250 3 C o
MTECS 0250C35 36UN .130 36.0 - 8 .350 2.500 .250 3 C o
MTECS 0250C28 32UN .100 320 6 - 280 2.500 250 3 © .
MTECS 0250C40 32UN .100 320 6 - 410 2.500 250 3 © .
MTECS 0250C37 32UN 126 32.0 8 10 .370 2.500 .250 3 C o
MTECS 0250C41 32UN 146 320 - 10 410 2.500 250 8 © .
MTECS 0250C49 32UN 126 32.0 8 10 490 2.500 .250 3 C o
MTECS 0250C59 32UN 146 32.0 - 10 .590 2.500 .250 3 C [
MTECS 0250C43 28UN 165 280 - 12 430 2.500 250 8 © .
MTECS 0250C57 28UN 197 28.0 = 1/4 .570 2.500 .250 3 C o
MTECS 0250C75 28UN 197 28.0 - 1/4 .750 2.500 .250 3 C o
MTECS 0250C42 24UN 138 24.0 10.12 - 420 2.500 250 8 © .
MTECS 0250C55 20UN 187 20.0 1/4 = .550 2.500 .250 3 C o
MTECS 0250C75 20UN 187 20.0 1/4 - .750 2.500 .250 3 C o
MTECS 0250C67 18UN 236 18.0 5/16 - 670 2,500 250 8 © .
MTECS 0250C91 18UN .236 18.0 5/16 = 910 2.500 .250 3 C o
MTECS 0312C67 24UN .260 24.0 - 5/16 .670 2.500 312 3 C °
MTECS 0312C94 24UN .260 24.0 = 5/16 .940 2.500 312 3 C o
MTECS 0312C87 16UN .264 16.0 3/8 = .870 2.500 312 3 C o
MTECS 0312C98 20UN 312 20.0 - 7/16 .980 2.500 312 3 C o
MTECS 0312C98 14UN 308 14.0 7/16 - .980 2.500 312 8 © .
MTECS 0375C10 13UN .362 13.0 12 = 1.080 3.000 375 3 C o
MTECS 0500C12 12UN 413 12.0 9/16 - 1.240 3.000 .500 3 C o
MTECS 0500C13 11UN 449 11.0 5/8 = 1.360 3.000 .500 3 C o
MTECS 0500D14 18UN 500 18.0 5/8 - 1.380 2.500 500 4 © °

e For cutting conditions, see pages 300-301
e For user guide, see pages 279-297

() Threads per inch

(2 Number of flutes

@) C-Cylindrical
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SOLIDTriRmEAD
MTECS-MJ
Small Diameter Short Solid

Carbide MJ-Type Profile

— LS e —————— DO(%N MS M
Threading Endmills onL J 1SO 5855

Aerospace and automotive industries, for applications requiring high fatigue strength

M E T R | (&

516 TP . .
U‘/_if_\ / Dimensions
}REmax 0480428
REMin 0.15011TP SCREW,
3
Designation DC TP@ LU OAL DCONMS TDZ NOF® Shank® CSP6 3
MTECS 06032C10 0.7MJ (1 3.20 0.700 10.0 58.00 6.00 MJ4 3 C 0 °
MTECS 06039C12 0.8MJ (1 3.90 0.800 125 58.00 6.00 MJ5 3 C 0 o
MTECS 06048C15 1.0MJ (1) 4.80 1.000 15.0 58.00 6.00 MJ6 8 © 0 .
MTECS 08061C20 1.25MJ 6.10 1.250 20.0 64.00 8.00 MJ8 3 C 1 °
MTECS 0808C25 1.5MJ 8.00 1.500 25.0 64.00 8.00 MJ10 3 C 1 °
MTECS 10092C30 1.75MJ 9.20 1.750 30.0 73.00 10.00 MJ12 3 C 1 °
MTECS 1010C35 2.0MJ 10.00 2.000 35.0 73.00 10.00 MJ14, MJ16 3 C 1 °
e For cutting conditions, see pages 300-301
e For user guide, see pages 279-297
() Without coolant holes
) Thread pitch
() Number of flutes
(@) G-Cylindrical
) 0 - Without coolant supply, 1 - With coolant supply
| N C H
516 TP
U‘/{_"f_\/ Dimensions
'REmax_0.18042TP
REMin 0.15011TP SCREW|
3
Designation DC TP mm(® LU OAL DCONMS TDZ NOF@ Shank® CSP®) S
MTECS 06032C10 0.7MJ 126 .700 394 2.283 .236 MJ4 3 C 0 °
MTECS 06039C12 0.8MJ 154 .800 492 2.283 .236 MJ5 3 C 0 °
MTECS 06048C15 1.0MJ .189 1.000 591 2.283 .236 MJ6 3 C 0 .
MTECS 08061C20 1.25MJ 240 1.250 787 2.520 316 MJ8 3 C 1 [
MTECS 0808C25 1.5MJ 315 1.500 984 2.520 315 MJ10 3 C 1 °
MTECS 10092C30 1.75MJ .362 1.750 1.181 2.874 .394 MJ12 3 C 1 °
MTECS 1010C35 2.0MJ .394 2.000 1.378 2.874 .394 MJ14, MJ16 3 C 1 °
e For cutting conditions, see pages 300-301
® For user guide, see pages 279-297
() Thread pitch
2 Number of flutes
@) C-Cylindrical
) 0 - Without coolant supply, 1 - With coolant supply
——




SOLIDTHiREAD

MTECSH-UN ;
Small Diameter Short Left-Hand scoms il ik v —DC
Cut Solid Carbide UN | —

' Y
Profile Threading Endmills o w—

for Hardened Steel

Dimensions
8
Designation DC TPIO UNC UNF LU OAL DCONMS NOF@ Shank® TP4 3
MTECSH 03015C6 72UN 1.45 72.0 1 6.0 39.00 3.00 3 C 0.353 .
MTECSH 06012C4 80UN 1.15 80.0 - 0 4.0 58.00 6.00 3 C 0.318 L]
MTECSH 06016C6 56UN 1.65 56.0 2 3 6.6 58.00 6.00 3 C 0.454 o
MTECSH 06019C5 48UN 1.90 48.0 3 4 52 58.00 6.00 3 C 0.529 L]
MTECSH 06021C6 40UN 2.10 40.0 4 - 6.3 58.00 6.00 3 C 0.635 .
MTECSH 06024C7 40UN 245 40.0 ® 6 7.0 58.00 6.00 3 C 0.635 .
MTECSH 06021C8 40UN 2.10 40.0 4 - 8.0 58.00 6.00 3 C 0.635 L]
MTECSH 06024C9 40UN 245 40.0 5 6 96 58.00 6.00 3 C 0.635 L]
MTECSH 06025C7 32UN 2.55 32.0 6 71 58.00 6.00 3 C 0.794 o
MTECSH 06025C10 32UN 2.55 320 6 10.5 58.00 6.00 3 C 0.794 L]
MTECSH 06032C9 32UN 3.20 32.0 8 - 95 58.00 6.00 3 C 0.794 .
MTECSH 06037C10 32UN 3.70 320 - 10 10.5 58.00 6.00 3 C 0.794 .
MTECSH 06032C12 32UN 3.20 320 8 - 125 58.00 6.00 3 C 0.794 L]
MTECSH 06037C15 32UN 3.70 32.0 - 10 15.0 58.00 6.00 3 C 0.794 .
MTECSH 06042C11 28UN 4.20 28.0 = 12 11.0 58.00 6.00 3 C 0.907 o
MTECSH 0605C14 28UN 5.00 28.0 - 1/4 145 58.00 6.00 3 C 0.907 L]
MTECSH 0605C19 28UN 5.00 28.0 - 1/4 19.0 58.00 6.00 3 C 0.907 .
MTECSH 06035C10 24UN 3.50 24.0 10,12 = 10.6 58.00 6.00 3 C 1.058 o
MTECSH 08066C17 24UN 6.60 24.0 - 5/16 17.0 64.00 8.00 3 C 1.058 L]
MTECSH 08066C24 24UN 6.60 24.0 - 5/16 24.0 64.00 8.00 3 C 1.058 .
MTECSH 06047C14 20UN 4.75 20.0 1/4 = 14.0 58.00 6.00 3 C 1.270 o
MTECSH 06047C19 20UN 475 20.0 1/4 - 19.0 58.00 6.00 3 C 1.270 .
MTECSH 0808C25 20UN 8.00 20.0 - 7/16 25.0 64.00 8.00 3 C 1.270 .
MTECSH 0606C17 18UN 6.00 18.0 5/16 = 17.0 58.00 6.00 3 C 1.411 o
MTECSH 0606C23 18UN 6.00 18.0 5/16 - 23.0 58.00 6.00 3 C 1.411 .
MTECSH 08067C22 16UN 6.70 16.0 3/8 - 22.0 64.00 8.00 3 C 1.588 .
MTECSH 08077C25 14UN 7.70 14.0 7/16 = 25.0 64.00 8.00 3 C 1.814 o
MTECSH 10092C27 13UN 9.20 13.0 1/2 - 215 73.00 10.00 3 C 1.954 L]
MTECSH 12114C34 11UN 11.40 11.0 5/8 - 34.5 84.00 12.00 3 C 2.309 [
e For cutting conditions, see pages 300-301
e For user guide, see pages 279-297
() Threads per inch
2 Number of flutes
() C-Cylindrical
@) Thread pitch
Cutting Data for Hardened Steel
Cutting Speed Feed (mm/tooth) for Cutting Diameter (mm)
ISO Material Hardness HRc (m/min) 1.5 2 3 4 5 6 7 8 9
45-50 60-70 0.04 0.04 0.05 0.05 0.06 0.06 0.07 0.07 0.08
hardened steels 51-55 50-60 0.03 0.03 0.04 0.04 0.05 0.05 0.06 0.06 0.07
56-62 40-50 0.02 0.02 0.03 0.03 0.04 0.04 0.05 0.05 0.06
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SOLIDTHiREAD

™ 3

MTECSH-UN ar Ei

Small Diameter Short Left-Hand i AN —

Solid Carbide UN Profile e By — mimsm:ﬁ —

Threading Endmills for DR Lu—ﬂ :
OAL

Hardened Steel

Left-hand tools (CNC code M04) -« Application: General engineering

Dimensions
8
Designation DC TPIM UNC UNF LU OAL DCONMS NOF@ Shank® 8
MTECSH 0250C16 80UN .045 80.0 - 0 157 2.500 .250 8 C °
MTECSH 0250C15 72UN .057 72.0 - 1 .150 2.500 .250 3 C o
MTECSH 0250C26 56UN .065 56.0 2 3 .260 2.500 .250 8 C °
MTECSH 0250C20 48UN .075 48.0 3 4 .200 2.500 .250 3 C L]
MTECSH 0250C25 40UN .083 40.0 4 - .250 2.500 .250 3 C °
MTECSH 0250C31 40UN .083 40.0 - - .310 2.500 .250 3 C °
MTECSH 0250C35 36UN 130 36.0 - 8 .350 2.500 .250 3 C L]
MTECSH 0250C28 32UN .100 32.0 6 - .280 2.500 .250 3 C °
MTECSH 0250C40 32UN .100 32.0 - - 400 2.500 .250 8 C °
MTECSH 0250C37 32UN 126 32.0 8 - .370 2.500 .250 3 C L]
MTECSH 0250C49 32UN 126 32.0 8 - 490 2.500 .250 3 C °
MTECSH 0250C59 32UN 146 32.0 - 10 .590 2.500 .250 3 C °
MTECSH 0250C75 28UN 197 28.0 - 1/4 .750 2.500 .250 3 C L]
MTECSH 0250C57 28UN 197 28.0 - 1/4 570 2.500 .250 3 C °
MTECSH 0250C42 24UN 138 24.0 10,12 - 420 2.500 .250 8 C °
MTECSH 0312C67 24UN .260 24.0 - 5/16 .670 2.500 312 3 C L]
MTECSH 0312C94 24UN .260 24.0 - 5/16 .940 2.500 312 3 C °
MTECSH 0250C55 20UN 187 20.0 1/4 - .550 2.500 .250 3 C °
MTECSH 0250C75 20UN 187 20.0 1/4 - .750 2.500 .250 3 C o
MTECSH 0250C67 18UN .236 18.0 5/16 - .670 2.500 .250 3 C °
MTECSH 0312C87 16UN .264 16.0 3/8 - 870 2.500 312 8 C °
MTECSH 0312C98 14UN .308 14.0 716 - .980 2.500 312 3 C L]
MTECSH 0375C10 13UN .362 13.0 1/2 - 1.080 3.000 375 3 C [
e For cutting conditions, see pages 300-301
e For user guide, see pages 279-297
() Threads per inch
2 Number of flutes
() C-Cylindrical
Cutting Data for Hardened Steel
Hardness Cutting Feed (IPT) for Cutting Diameter (D)
ISO Material HRc Speed SFM .06 .08 12 .16 2 24 .28 31 .35
45-50 200-230 .0016 | .0016 .002 .002 .0024 .0024 .0028 .0028 .0031
hardened steels 51-55 160-200 .0012 .0012 .0016 .0016 .002 .002 .0024 .0024 .0028
56-62 130-160 .0008 .0008 .0012 .0012 .0016 .0016 .002 .002 .0024

Member IMC Group




SOLIDTriREAD
TP
MTECS-W
Short Solid Carbide Threading g [ i
Endmills for Internal or External bC }F — DCO*NMS
BSP and BSF Thread Profiles i
%— LU—-
OAL ‘
Application: General engineering fittings and pipe couplings

fx{\v@\/ Dimensions
RE=0.137TP
SCREW
S
Designation DC TPIM LU OAL DCONMS TDZ NOF@ Shank® 3
MTECS 08078C19 28W 7.80 28.0 19.5 64.00 8.00 G1/8 3 C o
MTECS 1010D30 19W 10.00 19.0 30.0 73.00 10.00 G 1/4-3/8 4 @] °
MTECS 1212D37 14W 12.00 14.0 37.0 84.00 12.00 G 1/2-7/8 4 C [
MTECS 1616D44 11W 16.00 11.0 44,0 105.00 16.00 G>1 4 C [

® internal & external tolerance: ISO 228-1 - medium class
e For cutting conditions, see pages 300-301

e For user guide, see pages 279-297

() Threads per inch

2 Number of flutes

() G-Cylindrical

SOLIDTHREAD

F APMX —»

MTEC-W — Al aana ‘

Solid Carbide Threading -] |
Endmills for Internal or External D§C &‘””"H ) DC?NMS
BSF/BSP Thread Profiles ‘ /415"

Application: General engineering fittings and pipe couplings

M E T R | C

Dimensions

S
Designation TPIO TDZ DCONMS DC NOF@ APMX OAL Shank® 3
MTEC 0606C9 28W 28.0 G1/8 6.00 6.00 3 9.50 58.00 © .
MTEC 0808C14 19W 19.0 G1/4,G3/8 8.00 8.00 3 14.00 64.00 C o
MTEC 1212D19 14W 14.0 G1/2,G7/8 12.00 12.00 4 19.30 84.00 © .
MTEC 1212D26 14W 14.0 G1/2,G7/8 12.00 12.00 4 26.30 84.00 © .
MTEC 1212C24 11W 1.0 G1,-G1-1/2 12.00 12.00 3 24.20 84.00 © .
MTEC 1616D38 11W 11.0 G1,G3 16.00 16.00 4 38.10 101.00 C [

internal & external tolerance: ISO 228-1 - medium class
e For cutting conditions, see pages 300-301

e For user guide, see pages 279-297

() Threads per inch

2 Number of flutes

©) C-Cylindrical

ISCAR




SOLIDTriniEAD
MTECB-W

Solid Carbide Internal or External
Threading Endmills with Coolant
Hole for BSF/BSP Thread Profiles

- DCONMS

rﬂ, - NUT
‘/}‘\W Dimensions
55" RE=0.137TP
SCREW
3
Designation TPIO TDZ DCONMS DC NOF@ APMX OAL Shank® 3
MTECB 08078C14 28W 28.0 G1/8 8.00 7.80 3 14.10 64.00 C o
MTECB 1010D16 19W 19.0 G1/4-3/8 10.00 10.00 4 16.70 73.00 C o
MTECB 1616E26 14W 14.0 G1/2-7/8 16.00 16.00 5 26.30 105.00 C o
MTECB 1616D38 11W 11.0 G=>1 16.00 16.00 4 38.10 105.00 C o
MTECB 2020E47 11W 11.0 G=>1 20.00 20.00 5 47.30 105.00 C °
¢ internal & external tolerance: ISO 228-1 - medium class
e For cutting conditions, see pages 300-301
e For user guide, see pages 279-297
() Threads per inch
(2 Number of flutes
@) C-Cylindrical
SOLIDTriREAD
MTECZ-BSF/BSP
Solid Carbide Threading Endmills 5
with Coolant Holes for Internal % DC?NMS
or External BSF/BSP Thread 15°
OAL
Application: General engineering fittings and pipe couplings

M E T R 1 (&

Dimensions
3

Designation TPIO TDZ DCONMS DC NOF@ APMX OAL Shank® 3
MTECZ 08078C14 28W 28.0 G1/8 8.00 7.80 3 14.10 64.00 C o
MTECZ 1010D16 19W 19.0 G1/4-3/8 10.00 10.00 4 16.70 73.00 C o
MTECZ 1616E26 14W 14.0 G1/2-7/8 16.00 16.00 5 26.30 101.00 C o
MTECZ 1616D38 11W 11.0 G>1 16.00 16.00 4 38.10 101.00 C o

¢ internal & external tolerance: ISO 228-1 - medium class

e For cutting conditions, see pages 300-301

* With internal coolant hole

e For user guide, see pages 279-297

() Threads per inch

2 Number of flutes

() C-Cylindrical

| N C H
Dimensions
3

Designation TPIM TDZ DCONMS DC NOF®@ APMX OAL Shank® <°_3
MTECZ 08078C14 28W 28.0 G1/8 315 .307 3 555 2.520 C o
MTECZ 1010D16 19W 19.0 G1/4-3/8 394 394 4 657 2.874 C °
MTECZ 1616E26 14W 14.0 G1/2-7/8 .630 .630 5 1.035 3.976 C o
MTECZ 1616D38 11W 11.0 G>1 .630 .630 4 1.500 3.976 C [

e internal & external tolerance: ISO 228-1 - medium class
e For cutting conditions, see pages 300-301
e With internal coolant hole
e For user guide, see pages 279-297
() Threads per inch
(2) Number of flutes
() C-Cylindrical
Member IMC Group
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SOLIDTHinEAD
MTECS-UNJ

Small Diameter Short Solid
Carbide UNJ-Type Profile
Threading Endmills

i
DC(%NMS

OAL

MIL-S-8879C

Aerospace and automotive industries, for applications requiring high fatigue strength

M R | C
516 TP
}U‘/ 6y’ Dimensions
REmin 0.15011TPSCREW| S
Designation DC TPI@ UNJC UNJF LU OAL DCONMS NOF® Shank® CSP®) S
MTECS 06033C10 32UNJ (1 3.30 320 8 10 10.5 58.00 6.00 3 C 0 o
MTECS 08051C16 28UNJ 5.10 28.0 1/4 16.0 64.00 8.00 8 C 1 .
MTECS 08067C20 24UNJ 6.70 24.0 5/16, 3/8 20.0 64.00 8.00 3 C 1 [
MTECS 06049C16 20UNJ () 4.90 200 1/4 - 16.0 58.00 6.00 3 © 0 )
MTECS 0808C28 20UNJ 8.00 20.0 7/16 28.0 64.00 8.00 3 C 1 °
MTECS 08061C20 18UNJ 6.15 18.0 5/16 9/16 20.0 64.00 8.00 3 C 1 (]
MTECS 08069C24 16UNJ 6.90 16.0 3/8 - 24.0 64.00 8.00 3 C 1 °
MTECS 08079C25 14UNJ 7.90 14.0 716 25.0 64.00 8.00 3 C 1 °
MTECS 10094C27 13UNJ 9.40 13.0 12 275 73.00 10.00 3 C 1 °
e For cutting conditions, see pages 300-301 e For user guide, see pages 279-297
() Without coolant holes
(2 Threads per inch
(@) Number of flutes
(4) C-Cylindrical
(8) 0 - Without coolant supply, 1 - With coolant supply
C H
516 TP
.i/u‘/{y\ Dimensions
REmax 0.18042TP
REmin 0.15011TPSCREW| S
Designation DC TPIO UNJC UNJF LU OAL DCONMS NOF®@ Shank® CSP4) S
MTECS 06033C10 32UNJ 130 320 8 10 413 2.283 236 3 C 0 (]
MTECS 08051C16 28UNJ 201 28.0 1/4 .630 2.520 315 8 C 1 °
MTECS 08067C20 24UNJ 264 24.0 5/16, 3/8 .787 2.520 315 3 C 1 (]
MTECS 06049C16 20UNJ 193 20.0 1/4 - .630 2.283 236 3 C 0 °
MTECS 0808C28 20UNJ 315 20.0 716 1.102 2520 315 3 C 1 °
MTECS 08061C20 18UNJ 242 18.0 5/16 9/16 787 2.520 315 3 C 1 (]
MTECS 08069C24 16UNJ 272 16.0 3/8 - .945 2520 315 3 C 1 °
MTECS 08079C25 14UNJ 311 14.0 716 .984 2.520 315 3 C 1 °
MTECS 10094C27 13UNJ 370 13.0 12 1.083 2.874 394 3 C 1 °

() Threads per inch
2 Number of flutes
@) C-Cylindrical

) 0 - Without coolant supply, 1 - With coolant supply

SOLIDTriREAD
MTEC-BSPT

Solid Carbide Threading
Endmills for an External or
Internal BSPT Thread Profile

For cutting conditions, see pages 300-301 e For user guide, see pages 279-297

DCONMS

Dimensions

©

[=3
Designation TPI TDZ DCONMS DC NOF® APMX OAL Shank® 3
MTEC 0606C9 28BSPT 280 RC1/8 6.00 5.40 3 8.16 57.00 ¢ .
MTEC 0808C14 19BSPT 19.0 RC1/4,RC3/8 8.00 7.16 g 12.08 64.00 c .
MTEC 1212D19 14BSPT 14.0 RC1/2,RC7/8 12.00 10.88 4 16.33 84.00 c o
MTEC 1616D28 11BSPT 1.0 RC1,RC2 16.00 14.17 4 25.40 101.00 c .

¢ internal & external tolerance: ISO 7-1, EN 10226 (1&2) - Standard BSPT e For cutting conditions, see pages 300-301

* For user guide, see pages 279-297
() Threads per inch

2 Number of flutes

() C-Cylindrical

ISCAR




SOLIDTriREAD

MTECZ-BSPT

Solid Carbide Threading Endmills
with Coolant Holes for an Internal
or External BSPT Thread Profile

+
DCONMS

Dimensions

=]
(=3
Designation TPI BSPT DCONMS DC NOF® APMX OAL Shank® TP® 3
MTECZ 08078C14 28BSPT 280 RC1/8 8.00 7.80 8 14.10 64.00 c 0.907 .
MTECZ 1010D16 19BSPT 19.0 RC1/4-3/8 10.00 10.00 4 16.70 73.00 c 1387 .

¢ internal & external tolerance: ISO 7-1, EN 10226 (1&2) - Standard BSPT e For cutting conditions, see pages 300-301
e With internal coolant hole e For user guide, see pages 279-297

() Threads per inch
(2 Number of flutes
() C-Cylindrical

(@) Thread pitch

Dimensions

0
(=1
Designation TPIM BSPT DCONMS DC NOF®@ APMX OAL Shank® TP mm®) S
MTECZ 08078C14 28BSPT 28.0 RC1/8 315 307 8 555 2.520 C 907 .
MTECZ 1010D16 19BSPT 19.0 RC1/4-3/8 394 394 4 657 2.874 C 1.337 .
¢ internal & external tolerance: ISO 7-1, EN 10226 (1&2) - Standard BSPT e For cutting conditions, see pages 300-301
e With internal coolant hole e For user guide, see pages 279-297
() Threads per inch
(2 Number of flutes
() C-Cylindrical
) Thread pitch
SOLIDTriREAD
MTEC-NPT
Solid Carbide Threading I
Endmills for an External or DC - DCONMS
Internal NPT Thread Profile ¥
Application: Steam, gas and water pipes

M E T 2 | C
Dimensions
Topa 1 8
Designation TPI( TDZ DCONMS DC NOF®@ APMX OAL Shank® <3
MTEC 0606C9 27NPT 27.0 1/16,1/8 6.00 5.36 3 9.90 58.00 C o
MTEC 0808C14 18NPT 18.0 1/4,3/8 8.00 712 3 14.80 64.00 C o
MTEC 1212D20 14NPT 14.0 1/2,3/4 12.00 10.77 4 20.90 84.00 C o
MTEC 1616D27 11.5NPT 11.5 1.2 16.00 14.24 4 27.60 101.00 C (]
MTEC 2020D39 8NPT 8.0 =>2-1/2 20.00 20.00 4 39.70 105.00 C [
¢ internal & external tolerance: ANSI/ASME B1.20.1 - Standard NPT e For cutting conditions, see pages 300-301 e For user guide, see pages 279-297
() Threads per inch
2 Number of flutes
©3) C-Cylindrical
I N C H
Dimensions
3
Designation TPIM TDZ DCONMS DC NOF® APMX OAL Shank®@ 3
MTEC 0250C03 27NPT 270 1/16 .250 .230 3 .390 2.500 C °
MTEC 0250C04 27NPT 27.0 1/8 .250 .250 3 400 2.500 C .
MTEC 0312C06 18NPT 18.0 1/4,3/8 312 312 3 600 2.500 C o
MTEC 0500D08 14NPT 14.0 1/2,3/4 .500 .500 4 800 3.500 C °
MTEC 0625D11 11.5NPT 1.5 1.2 625 620 4 1.100 4.000 C .
MTEC 0750D16 8NPT 8.0 =>2_1/2 750 .750 4 1.600 4.000 C .
¢ internal & external tolerance: ANSI/ASME B1.20.1 - Standard NPT e For cutting conditions, see pages 300-301 e For user guide, see pages 279-297
() Threads per inch
(2 G-Cylindrical
@ Number of flutes PP




SOLIDTrini=AD
MTECB-NPT

Solid Carbide Threading Endmills
with Coolant Hole for an External
or Internal NPT Thread Profile

H( ;
++DCONMS
y

Application: Steam, gas and water pipes

Dimensions
3
Designation TPIO TDZ DCONMS DC NOF@ APMX OAL Shank® 8
MTECB 08076C10 27NPT 27.0 1/8 8.00 7.60 3 10.80 64.00 C o
MTECB 1010D16 18NPT 18.0 1/4,3/8 10.00 10.00 4 16.20 73.00 C .
MTECB 16155D22 14NPT 14.0 1/2,3/4 16.00 15.50 4 22.70 105.00 C [
¢ internal & external tolerance: ANSI/ASME B1.20.1 - Standard NPT
e For cutting conditions, see pages 300-301
e For user guide, see pages 279-297
() Threads per inch
2 Number of flutes
() C-Cylindrical
| N C H
Dimensions
3
Designation TPIO TDZ DCONMS DC NOF® APMX OAL Shank® 5
MTECB 0312C04 27NPT 27.0 1/8 313 299 3 430 2.500 C o
MTECB 0375D06 18NPT 18.0 1/4,3/8 375 375 4 640 3.000 C o
MTECB 0625D08 14NPT 14.0 1/2,3/4 625 .610 4 .890 4,000 C o
MTECB 0750D11 11.5NPT 115 12 .750 .750 4 1.170 4.000 C o
¢ internal & external tolerance: ANSI/ASME B1.20.1 - Standard NPT
e For cutting conditions, see pages 300-301
e For user guide, see pages 279-297
() Threads per inch
(2 C-Cylindrical
) Number of flutes
SOLIDTriREAD ,
MTECB-PG e @ r
Solid Carbide Threading AW —

Endmills with a Coolant Hole

for External and Internal PG A
Full Profile (DIN 40430)

Used for electrical connectors

[t

Designation TPIf THOD DCONMS DC NOF® APMX OAL Shank® TP4

MTECB 1212D20 18PG 18.0 Pg9, 11,135, 16 12.00 12.00 4 20.50 84.00 C 1.411
MTECB 1212D23 16PG 16.0 Pg 21, 29,36, 42, 48 12.00 12.00 4 23.00 84.00 C 1.588

¢ internal & external tolerance: DIN 40430 - Standard PG

e For cutting conditions, see pages 300-301

¢ With internal coolant hole

e For user guide, see pages 279-297

() Threads per inch

(2 Number of flutes

() C-Cylindrical

) Thread pitch

OAL

Application: Electrical connectors

Dimensions

e o (|C908
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SOLIDTrinicAD
MTEC-NPTF

Solid Carbide Threading
Endmills for an External or
Internal NPTF Thread Profile

Designation

MTEC 0606C9 27NPTF
MTEC 0808C14 18NPTF
MTEC 1212D20 14NPTF

e For user guide, see pages 279-297
() Threads per inch

2 Number of flutes

() C-Cylindrical

Taper 1:16_ -
~— "~ SCl

Designation

MTEC 0250C03 27NPTF
MTEC 0250C04 27NPTF
MTEC 0312C06 18NPTF
MTEC 0500D08 14NPTF
MTEC 0625D11 11.5NPTF

e For user guide, see pages 279-297
() Threads per inch

(@ C-Cylindrical

@) Number of flutes

SOLIDTriREAL
MTECZ-NPTF
Solid Carbide Threading Endmills

with Coolant Holes for Internal
or External NPTF Thread Profile

(==}
=3
TPI( TDZ DCONMS DC NOF®@ APMX OAL Shank® 5
27.0 1/16,1/8 6.00 6.00 3 9.90 58.00 C o
18.0 1/4,3/8 8.00 8.00 3 14.80 64.00 C o
14.0 1/2,3/4 12.00 12.00 4 20.90 84.00 C o
¢ internal & external tolerance: ANSI/ASME B1.20.3 - Standard NPTF e For cutting conditions, see pages 300-301
N C
Dimensions
8
TPIM TDZ DCONMS DC NOF® APMX OAL Shank®@ S
27.0 116 250 230 3 390 2.500 C o
27.0 1/8 250 250 3 .390 2.500 C °
18.0 1/4,3/8 312 312 3 580 2.500 C °
14.0 1/2,3/4 .500 .500 4 820 3.500 C o
115 12 625 625 4 1.090 4,000 C [
¢ internal & external tolerance: ANSI/ASME B1.20.3 - Standard NPTF e For cutting conditions, see pages 300-301
[} r
DCONMS
L]

Designation

MTECZ 08076C10 27NPTF
MTECZ 1010D16 18NPTF

- DCONMS

Application: Steam, gas and water pipes

Dimensions

Application: General engineering fittings and pipe couplings

Dimensions

[==]

(=1

TPIM TDZ DCONMS DC NOF@ APMX OAL Shank® 3
270 1/8 8.00 7.60 3 10.80 64.00 c D

18.0 1/4-3/8 10.00 10.00 4 16.20 73.00 © .

¢ internal & external tolerance: ANSI/ASME B1.20.3 - Standard NPTF e For cutting conditions, see pages 300-301

® For user guide, see pages 279-297
() Threads per inch

2 Number of flutes

@) C-Cylindrical

Designation

MTECZ 08076C10 27NPTF
MTECZ 1010D16 18NPTF

o

o

TPIM TDZ DCONMS DC NOF®@ APMX OAL Shank® §

27.0 1/8 315 299 3 425 2.520 C [}

18.0 1/4-3/8 394 394 4 638 2.874 C o

¢ internal & external tolerance: ANSI/ASME B1.20.3 - Standard NPTF e For cutting conditions, see pages 300-301

Member IMC Group
| I n

® For user guide, see pages 279-297
() Threads per inch

2 Number of flutes

©3) C-Cylindrical

Dimensions




SOLIDTHREAD i o
|
MTECI-A60 v | i
60° Partial Profile Solid Carbide e BOr = = 4 bCONMS
Thread Mills for Internal v
and External Threads %
60° F
Application: General engineering
M E T R | C
Dimensions Tough «<— Hard
TPN_ TPX_ TPIN_  TPIX_ S S
Designation TPN( TPX@ DF2®) DF24 TPIN® TPIX® DF2® DF2® Th DCONMS DC NOF® LU OAL Shank(® CSP(1) & 8
' = Mook oo .0 0.350 0.600 0.350 0.600 40.00 72.00 4000 72.00 @ 3.00 190 3 52 39.00 C 0 L]
VA Rkl Z Loy VGO 0500 0.800 0500 0.800 32.00 48.00 32.00  48.00 @ 3.00 240 3 71 3800 C 0 L]
(e Mook P lo- .08 0500 1.000 0500 1.000 24.00 48.00 2400 48.00 @ 6.00 320 38 95 57.00 C 0 .
VA LTy PAVCOE 0500 1.000 0500 1.000 24.00 4800 2400  48.00 @ 6.00 400 3 125 58.00 C 0 L]
= KT o Lol 08 0500 0.800 0400 0.800 2800 56.00 3200 6400 =>6 6.00 500 4 200 58.00 C 1 (]
e Rl r: PRG0N 0500 0.800 0400 0.800 2800 56.00 3200 6400 =>9 8.00 800 4 280 64.00 C 1 .
e BOEDEDELYCHN 1.000 1.750 0800 1.500 14.00 28.00 16.00 3200 =>10 8.00 800 4 300 64.00 C 1 (]
VA S OEGpEECHE 1,000 1.750 0800 1500 14.00 2800 1600 3200 =>12 1000 1000 4 350 73.00 C 1 (]
= B P Pl oGO 1.000 1.750 0800 1500 14.00 2800 1600 3200 =>14 1200 1200 5 390 84.00 C 1 ]
e S PR P GOFGION 2000 3000 1750 2500 800 1300 1000 1500 =>16 1200 1200 5 400 84.00 C 1 o
e R R RGO 2,000 3.000 1.750 2500 800 1300 1000 1500 =>18 1600 1400 5 450 101.00 C 1 .
0=l B AR ] oA GIo s 2,000 3,000 1.750 2500 800 1300 10.00 1500 =>20 1600 1600 5 50.0 101.00 C 1 (]
e DIN13,ISO 68-1, ISO 965 (1&2) - Internal tolerance: 6H, External tolerance: 6g
* ANSI/ASME B1.1 - Internal tolerance: 2B, External tolerance: 2A
e For cutting conditions, see pages 300-301
* (a)See table below
e For user guide, see pages 279-297
() Internal thread pitch minimum
@) |nternal thread pitch maximum
() External thread pitch minimum
(4 External thread pitch maximum
) Internal threads per inch minimum
) Internal threads per inch maximum
(7 External threads per inch minimum
(8 External threads per inch maximum
) Number of flutes
(10) C-Cylindrical
(1) 0 - Without coolant supply, 1 - With coolant supply
_ Possible Thread Sizes
Designation M Coarse M Fine UN, UNC, UNS,UNF, UNEF
MTECI 03019C5 A60 M2.5x0.45 M2.5x0.35, M3x0.35, 3-48UNC, 3-56UNF, 4-40UNG, 4-48UNF
MTECI 06032C9 A60 M4x0.7 M4.5x0.75 M4x0.5 8-32UNG, 8-36UNF, 10-24UNC, 10-28UNS, 10-32UNF
MTECI 0604C12 A60 M5x0.8 M6x1.0 M5x0.5, M5.5x0.5, M5x0.75 10-36UNS, 10-40UNS, 10-48UNS, 12-24UNC, 12-28UNF
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SOLIDTHREAD i o
|
MTECI-A60 V. | i
60° Partial Profile Solid Carbide e B9y = = — 4 bconms
Thread Mills for Internal v
and External Threads %
o S
I N C H
Dimensions Tough <— Hard
TPN TPX TPN_ TPX_ TPIN_ TPIX_ S S
Designation (mm)™ (mm)@ DF2® DF24 TPIN® TPIX® DF2? DF2®) Th DCONMS DC NOF® LU OAL Shank(® CSP() 3 3
R ORR T .0l 350 600 350 .600 40.00 72.00 40.00 72.00 @ 118 075 3 205 1.535 C 0 L]
VA OEDPZ ey GO 500 800 500 .800 32.00 48.00 32.00 48.00 @ 118 094 3 280 1.496 C 0 o
e Kol W G0N 500 1.000 500 1.000 24.00 4800 24.00 48.00 @ 236 126 8 374 2244 C 0 o
VR ROE R PG 500 1.000 500 1.000 2400 48.00 24.00 4800 @ 236 157 3 492 2283 C 0 .
G RO LRGN 5000 800 400 800 2800 56.00 3200 6400 =>6 236 197 4 787 2283 C 1 (]
e RNkl 5000 8000 400 800 28.00 56.00 3200 64.00 =>9 315 315 4 1.102 2.520 C 1 o
VS BOEDEDELY.CON 1000 1750 800 1500 14.00 2800 16.00 38200 =>10 315 315 4 1181 2520 C 1 (]
Ve B OEGDEEF.COE 1,000 1750 800 1500 14.00 28.00 1600 3200 =>12 394 394 4 1378 2.874 C 1 o
Ve PR PN CON 1000 1750 800 1.500 1400 2800 16.00 3200 =>14 AT72 AT72 6} 1.535 3.307 C 1 o
Ve B PP N GION 2000 3000 1750 2500 800 1300 1000 1500 =>16 472 472 5 1575 3.307 C 1 .
Ve R G CEWCON 2000 3000 1750 2500 800 1300 10.00 1500 =>18 630 551 5 1772 3976 C 1 .
=l B R G oA 2,000 3.000 1750 2500 800 1300 1000 1500 =>20 630 630 5  1.968 3.976 C 1 o
e DIN13, ISO 68-1, ISO 965 (1&2) - Internal tolerance: 6H, External tolerance: 6g
* ANSI/ASME B1.1 - Internal tolerance: 2B, External tolerance: 2A
e For cutting conditions, see pages 300-301
() Internal thread pitch minimum (mm)
@) |nternal thread pitch maximum (mm)
() External thread pitch minimum (mm)
@) External thread pitch maximum (mm)
) Internal threads per inch minimum
) nternal threads per inch maximum
(7 External threads per inch minimum
(8 External threads per inch maximum
) Number of flutes
(10) C-Cylindrical
(1) 0 - Without coolant supply, 1 - With coolant supply
_ Possible Thread Sizes
Designation M Coarse M Fine UN, UNC, UNS,UNF, UNEF
MTECI 03019C5 A60 M2.5x0.45 M2.5x0.35, M3x0.35, 3-48UNC, 3-56UNF, 4-40UNC, 4-48UNF
MTECI 06032C9 A60 M4x0.7 M4.5x0.75 M4x0.5 8-32UNG, 8-36UNF, 10-24UNC, 10-28UNS, 10-32UNF
MTECI 0604C12 A60 M5x0.8 M6x1.0 M5x0.5, M5.5x0.5, M5x0.75 10-36UNS, 10-40UNS, 10-48UNS, 12-24UNC, 12-28UNF
_-—cce




SOLIDTriRmEAD oL ‘
MTECI-ISO |
Small Diameter Single Point }
Internal ISO Profile Solid REONNE “DINT3, 150 68-1, |
Carbide Thread Mills v 150 565 (142)
60\
Application: General engineering
M E T R | C
Dimensions
S
Designation TPM M Coarse M Fine DCONMS DC NOF@ LU OAL Shank® | 3
MTECI 03009C4 0.25ISO 0.250 M1.2X0.256  M1.4X0.25, M1.6X0.25 3.00 0.90 3 43 39.00 C [
MTECI 03007C3 0.25ISO 0.250 M1X0.25 - 3.00 0.72 3 3.6 39.00 C °
MTECI 03011C5 0.3ISO 0.300 M1.4X0.3 - 3.00 1.05 3 5.0 39.00 C o
MTECI 03012C6 0.35ISO 0.350 M1.6X0.35 M2X0.35, M2.2X0.35 3.00 1.20 3 5.7 39.00 C o
MTECI 03016C7 0.4I1SO 0.400 M2X0.4 - 3.00 1.55 8 7.1 39.00 © °
MTECI 03024C10 0.5I1SO 0.500 M3X0.5 M3.5X0.5, M4X0.5 3.00 2.37 3 10.6 39.00 C [
e For cutting conditions, see pages 300-301
e For user guide, see pages 279-297
() Thread pitch
(2 Number of flutes
@) C-Cylindrical
| N C H
Dimensions
S
Designation TP mm( M Coarse M Fine DCONMS DC NOF@ LU OAL Shank® | 3
MTECI 03009C4 0.25ISO .250 M12X0.25  M1.4X0.25, M1.6X0.25 118 .035 3 .169 1.535 C o
MTECI 03007C3 0.25ISO .250 M1X0.25 = 118 028 3 142 1.535 C o
MTECI 03011C5 0.3ISO .300 M1.4X0.3 - 118 041 3 197 1.535 C °
MTECI 03012C6 0.35ISO .350 M1.6X0.35 M2X0.35, M2.2X0.35 118 047 3 224 1.535 C o
MTECI 03016C7 0.4I1SO 400 M2X0.4 - 118 061 8 280 1.535 © °
MTECI 03024C10 0.5I1SO .500 M3X0.5 M3.5X0.5, M4X0.5 118 093 3 A7 1.535 C [

e For cutting conditions, see pages 300-301
e For user guide, see pages 279-297

() Thread pitch

(2 Number of flutes

@) C-Cylindrical
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Identification Code

o o o @@

cutting no. of cutting . thread connection
MULTI- - pitch . .
dia. flutes length profile size
I\ﬂASTER'II -
thread mi o
G (55°)
SOLIDTHREAD -
TI-mAS TErR
INDEXABLE SOLID CARBIDE LINE
MM TRD-M

Interchangeable Solid Carbide
Milling Heads for 60° Partial
Profile Thread Milling

Dimensions Tough <— Hard

TPN_ TPX_ TPIN_  TPIX_ § §
Designation DC NOF" TPN@ TPX® DF2 DF2® TPIN® TPIX? DF2® DF2® RE CF PDX THSZMS TDZ(9 DMIN| © Q
(R GURRGR LR 2R 081570 3 0500 2000 0400 2000 1300 4800 1600 5600 -0 005 14  T06 M0 1905 e .
VR GURER R E R (R 16570 3 1500 2000 1.000 1500 1300 1600 1600 2800 0056 - 14  T06 M2  1905| e .
R IGDPPR TR REY O] 21.70 4 3000 4500 2500 4000 600 900 700 1000 020 - 24 7108 M36 3100 e o

e DIN13, ISO 68-1, ISO 965 (1&2) - Internal tolerance: 6H, External tolerance: 6g
e ANSI/ASME B1.1 - Internal tolerance: 2B, External tolerance: 2A
e For ISO metric thread (ISO 68, DIN13, ANSI B 1.13M-1983)

e For cutting conditions, see pages 298-301

® For clamping instructions, see pages 279-297

e Do not apply lubricant to the threaded connection

) Number of flutes

@ Thread pitch minimum (mm)-internal

@) Thread pitch maximum (mm)-internal

@ Thread pitch minimum (mm)-external

) Thread pitch maximum (mm)-external

(6) Threads per inch minimum-internal

() Threads per inch maximum-internal

8 Threads per inch minimum-external

) Threads per inch maximum-external

(19) Smallest possible thread

1) Flat

Dimensions Tough «<— Hard

TPN TPX TPN_ TPX_ TPIN_  TPIX_
Designation DC NOF®" (mm)@ (mm)® DF24 DF2®) TPIN® TPIX? DF2® DF2®) RE CF PDX THSZMS TDZ(% DMIN
MM TRD16-M60-05P-3T06 [Roif:RE:] 500 2000 400 2000 13.00 4800 1600 5600 -(1 002 .06 T06 M20 750
MM TRD16-M60-15P-3T06 REiE:Rm} 1.500 2000 1.000 1.500 13.00 16.00 1600 2800 .0020 - .06 T06 M22 750
MM TRD22-M60-30P-4T08 [N 3.000 4500 2500 4.000 6.00 9.00 7.00 1000 .0079 - .09 T08 M36  1.220

e DIN13, ISO 68-1, ISO 965 (1&2) - Internal tolerance: 6H, External tolerance: 6g

¢ ANSI/ASME B1.1 - Internal tolerance: 2B, External tolerance: 2A

® For ISO metric thread (ISO 68, DIN13, ANSI B 1.13M-1983)

* For cutting conditions, see pages 298-301

e For clamping instructions, see pages 279-297

e Do not apply lubricant to the threaded connection

) Number of flutes

@ Thread pitch minimum (mm)-internal

(@) Thread pitch maximum (mm)-internal

@ Thread pitch minimum (mm)-external

) Thread pitch maximum (mm)-external

8 Threads per inch minimum-internal

() Threads per inch maximum-internal

8 Threads per inch minimum-external

9 Threads per inch maximum-external

(19) Smallest possible thread

(1) flat

® o o |C528
® o o |C908

Member IMC Group
|
L 4 11]




SOLIDTHiREAD B

SD TRD-M-SP
Interchangeable Solid
Carbide Heads for 60° Partial
Profile Thread Milling

POX, [ ] Yopx
OAL .

Dimensions

Designation DC DMIN DIOUT® THFT® TPN® TPX® TPIN® TPIX® PDX RE D1 CDX OAL ZEFPY DCONMS

SD TRD32-M60-6P-SP15 31.70 42,00 36.00 VP60 4000 6.000  4.00 600 370 030 840 470 7.70 8 15.00
SD TRD40-M60-8P-SP17 39.70 57.00 64.00 VP60  6.000 8000  3.00 400 450 040 980 620 950 10 17.00
* DIN13, ISO 68-1, ISO 965 (1&2) - Internal tolerance: 6H, External tolerance: 6g

e ANSI/ASME B1.1 - Internal tolerance: 2B, External tolerance: 2A

e For cutting conditions, see pages 300-303

* For user guide, see pages 279-297

() Minimum diameter for external threading

(2) VPE0=60° partial thread form

@ Thread pitch minimum (mm)

) Thread pitch maximum (mm)

(8) Threads per inch minimum

(6) Threads per inch maximum

(™ Num. of cutting edges

e o ||C908

Dimensions

TPN TPX
Designation DC DMIN DIOUT®) THFT® (mm)® (mm)® TPIN® TPIX® PDX RE D1 CDX OAL ZEFP? DCONMS

SD TRD32-M60-6P-SP15 1.248 1.654 1.417 VP60 4.000 6.000 4.00 6.00  .1457 0118  .331 185 .308 8 .591
SD TRD40-M60-8P-SP17 1563 2.244 2,520 VP60 6.000 8.000 3.00 400 1772 0157 386 244 374 10 .669
e DIN13, ISO 68-1, ISO 965 (1&2) - Internal tolerance: 6H, External tolerance: 6g

* ANSI/ASME B1.1 - Internal tolerance: 2B, External tolerance: 2A

e For cutting conditions, see pages 300-303

e For user guide, see pages 279-297

) Minimum diameter for external threading

(2) VP60=60° partial thread form

@) Thread pitch minimum (mm)

(@) Thread pitch maximum (mm)

) Threads per inch minimum

(6) Threads per inch maximum

() Num. of cutting edges

e ¢ ||C908
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SOLIDTHiREAD
TI- | ryv. Y J/ _/_ 1}

MULTI-miASTER

MM TRD-W
Interchangeable Solid Carbide
Milling Heads for 55° Partial
Profile Thread Milling

Dimensions

TPIN_  TPIX_ 8 =
Designation DC NOF" RE PDX TPIN® TPIX® DF2® DF2® THSZMS TDZ® DMIN Standard ] o
MM TRD22-W55-14P-4T08 2170 4 020 20 1100 1400 1150 1600  T08  G3/4 2420 DINISO228 BS.84| e .

e B.S.84 -internal & external tolerance: medium class ¢ For cutting conditions, see pages 298-301 ¢ For clamping instructions, see page 279-297
* Do not apply lubricant to the threaded connection

() Number of flutes

@ Threads per inch minimum-internal

@) Threads per inch maximum-internal

@ Threads per inch minimum-external

) Threads per inch maximum-external

6 Thread diameter size

Dimensions

TPIN_  TPIX_ 8 =
Designation DC NOF® RE PDX TPIN® TPIX® DF2¥ DF28 THSZMS TDZ DMIN  Standard [+ o
MM TRD22-W55-14P-4T08 84 4 0079 08 1100 1400 1150 1600  T08  G3/4 953 DINISO228,BS.84| .

e B.S.84 -internal & external tolerance: medium class ® For cutting conditions, see pages 298-301 e For clamping instructions, see page 279-297
¢ Do not apply lubricant to the threaded connection

() Number of flutes

@ Threads per inch minimum-internal

©) Threads per inch maximum-internal

) Threads per inch minimum-external

) Threads per inch maximum-external

SOLID T riREAD B e
SD TRD-W-SP %
Interchangeable Solid /N
Carbide Heads for 55° Partial bC [ PeoNms
Profile Thread Milling v/

PDX

Bacn] | teox

Dimensions

[==]
(=1
Designation DC DMIN DIOUT® THFT® THFT2 TPIN® TPIX® PDX D1 CDX OAL ZEFP® RE DCONMS |3
SD TRD32-W55-4T-SP15 3170 4600 8500 VPS5  WHS5 400 600 370 840 470 770 8 0.50 1500 | ®
SD TRD40-W55-3T-SP17 3970 5700 5700 VPS5 WHS5 300 400 450 980 620 950 10 080 1700 | e

* B.S.84 -internal & external tolerance: medium class ® For cutting conditions, see pages 298-301 e For user guide, see pages 279-297
() Minimum diameter for external threading

(2) VP55=55° partial thread forms

@) Threads per inch minimum

@ Threads per inch maximum

(5) Num. of cutting edges

Dimensions

DC DMIN DIOUT®) THFT® THFT 2 TPIN® TPIX¥ PDX D1 CDX OAL ZEFPO

RE  DCONMS

Designation
1248 1.811 1.378 VP55 WH55 4.00 6.00 1457 331 .185 .303 8

SD TRD32-W55-4T-SP15
SD TRD40-W55-3T-SP17 1663 2244 2244 VP55 WH55 3.00 4.00 A772 386 244 374 10

0197
0315

591
669

e o (|C908

* B.S.84 -internal & external tolerance: medium class ® For cutting conditions, see pages 298-301 ¢ For user guide, see pages 279-297
() Minimum diameter for external threading

(2) VP55=55° partial thread forms

@) Threads per inch minimum

4 Threads per inch maximum

6) Num. of cutting edges

Member IMC Group
|
L 4 11]




SOLIDTHiREAD

ﬂTP+
MULTI-mASTER AN

INDEXABLE SOLID CARBIDE LINE

MT-ISO-MM
Carbide Milling Heads with

l\\\
I
a Threaded Connection for

Internal ISO Metric Thread ~—— LF—

DIN13, SO 68-1,
1S0 965 (182)

Application: General engineering

Dimensions

Designation TP) MCoarse MFine DC NOF@ APMX LF THSZMS / ﬁ /

3

3
MT10D7.5 0.51SO-MMTO05 0.500 - =14 10.00 4 750 12.75 T05 MM KEY 6X4* .
MT 10D6 0.751SO-MMTO05 0.750 ° =12 10.00 4 6.00 12.75 T05 MM KEY 6X4* .
MT 10D6 1.0ISO-MMTO05 1.000 - =12 10.00 4 6.00 12.75 T05 MM KEY 6X4* .
MT 10D5 1.251SO-MMTO05 1.250 - =14 10.00 4 500 12.75 T05 MM KEY 6X4* .
MT 10D6 1.51SO-MMTO05 1.500 ° =14 10.00 4 6.00 12.75 T05 MM KEY 6X4* .
MT 12D8 0.51SO-MMT06 0.500 ° =16 12.00 4 800 14.30 T06 MM KEY 8X5* .
MT 12E8 0.751SO-MMTO06 0.750 - =16 12.00 5 830 14.30 T06 MM KEY 8X5* .
MT 12E8 1.0ISO-MMT06 1.000 ° =16 12.00 5 800 14.30 T06 MM KEY 8X5* .
MT 12D8 1.251SO-MMT06 1.250 - =16 12.00 4 750 14.30 T06 MM KEY 8X5* .
MT 12D7 1.51SO-MMTO06 1.500 - =16 12.00 4 7.60  14.30 T06 MM KEY 8X5* .
MT 12D7 1.751SO-MMTO06 1.750 ° =16 12.00 4 710  14.30 T06 MM KEY 8X5* .
MT12D8 2.0ISO-MMT06 2.000 M16 =17 12.00 4 800 14.30 T06 MM KEY 8X5* .
MT 16F12 1.01ISO-MMTO08 1.000 - =22 16.00 6 12.00  20.00 T08 MM KEY 10X7* .
MT 16F12 1.51SO-MMTO08 1.500 ° =20  16.00 6 12.00  20.00 T08 MM KEY 10X7* .
MT 16E12 2.0I1SO-MMTO08 2.000 - =19  16.00 5 12.00  20.00 T08 MM KEY 10X7* .
MT15.4E13 2.51SO-MMT08 2.500 M20 =22 1540 5 12.70  20.00 T08 MM KEY 10X7* .
MT 16C12 3.01SO-MMTO08 3.000 M24 =25  16.00 3 1210 20.00 T08 MM KEY 10X7* .
MT20F14 2.01ISO-MMTT10 2.000 ° =27 20.00 6 12.00  21.00 T10 BIT SOCKET T30 3/8" DRIVE*  T-40/3L* | @
MT20D12 3.0ISO-MMTT10 3.000 - =>27  20.00 4 1220 21.00 T10 BIT SOCKET T40 3/8" DRIVE*  T-40/3L* | @
MT20D14 3.51SO-MMTT10 3.500 ° =>30  20.00 4 10.60  21.00 T10 BIT SOCKET T40 3/8" DRIVE*  T-40/3L* | @

Note: Description and dimensions relate to the new products with clamping flats

There is a possibility that the customer will receive the old item (with TORX) until the stock is depleted
For user guide, see pages 279-297

For cutting conditions, see pages 300-301

Do not apply lubricant to the threaded connection

() Thread pitch

2 Number of flutes

* Optional, to be ordered separately
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SOLIDTHiREAD

MULTI-mASTER

INDEXABLE SOLID CARBIDE LINE

6H

MT-ISO-MM

Carbide Milling Heads with
a Threaded Connection for
Internal ISO Metric Thread

DIN13, SO 68-1,
1SO 965 (182)

Application: General engineering

Dimensions

Designation TP mm®" MCoarse MFine DC NOF@ APMX LF THSZMS / ﬁ /
MT10D7.5 0.51SO-MMTO05 .500 - =>14 394 295 502 T05 MM KEY 6X4*
MT 10D6 0.751SO-MMTO05 .750 = =>12 394 236 .502 T05 MM KEY 6X4*
MT 10D6 1.0I1SO-MMTO05 1.000 = =>12 394 236 602 T05 MM KEY 6X4*
MT 10D5 1.251SO-MMTO05 1.250 ° =>14 394 197 502 T05 MM KEY 6X4*
MT 10D6 1.51SO-MMTO05 1.500 = =>14 394 236 502 T05 MM KEY 6X4*
MT 12D8 0.51SO-MMTO06 .500 = =>16 472 3156 .563 T06 MM KEY 8X5*
MT 12E8 0.751SO-MMT06 .750 = =>16 AT2 327 563 T06 MM KEY 8X5*
MT 12E8 1.0ISO-MMT06 1.000 = =>16 472 315 563 T06 MM KEY 8X5*
MT 12D8 1.251SO-MMTO06 1.250 = =>16 472 295 563 T06 MM KEY 8X5*
MT 12D7 1.5I1SO-MMTO06 1.500 ° =>16 472 299 563 T06 MM KEY 8X5*
MT 12D7 1.751SO-MMTO06 1.750 = =>16 472 280 563 T06 MM KEY 8X5*
MT12D8 2.0ISO-MMTO06 2.000 M16 =>17 472 316 563 T06 MM KEY 8X5*
MT 16F12 1.0ISO-MMTO08 1.000 - =>22 630 472 787 T08 MM KEY 10X7*
MT 16F12 1.51SO-MMTO08 1.500 ° =>20 630 472787 T08 MM KEY 10X7*
MT 16E12 2.01SO-MMTO08 2.000 = =>19 630 A72 787 T08 MM KEY 10X7*
MT15.4E13 2.51SO-MMTO08 2.500 M20 =>22 606 500 787 T08 MM KEY 10X7*
MT 16C12 3.01SO-MMTO08 3.000 M24 =>25 630 A6 787 T08 MM KEY 10X7*
MT20F14 2.01SO-MMTT10 2.000 = =27 787 472 827 T10 BIT SOCKET T30 3/8" DRIVE*  T-40/3 L*
MT20D12 3.0ISO-MMTT10 3.000 - =27 787 480 .827 T10 BIT SOCKET T40 3/8" DRIVE*  T-40/3 L*
MT20D14 3.51SO-MMTT10 3.500 ° =>30 787 A7 827 T10 BIT SOCKET T40 3/8" DRIVE*  T-40/3 L*
¢ Note: Description and dimensions relate to the new products with clamping flats
e There is a possibility that the customer will receive the old item (with TORX) until the stock is depleted
e For user guide, see pages 279-297
e For cutting conditions, see pages 300-301
¢ Do not apply lubricant to the threaded connection
() Thread pitch
2 Number of flutes
* Optional, to be ordered separately

® © 0060000 00 0 0 0 0 0 0 0 0 o0 o/|CI8
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SOLIDTHREAD
MULTI-MASTER y
MT-UN-MM DC —

ANSI/ASME B1.1

Carbide Milling Heads with
a Threaded Connection for
Internal UN Thread Profile

'

Application: General engineering

Dimensions

=3
Designation TPIO UNC UNF UNEF DC NOF@ APMX LF THSZMS PO 3
MT 10D7 32UN-MMTO5 32.0 - - - 10.00 4 6.40 12.75 T05 0.794 o
MT 10D6 28UN-MMTO05 28.0 - 1/2 - 10.00 4 5.50 12.75 T05 0.907 .
MT 10D6 24UN-MMTO05 24.0 - - 9/16-5/8 10.00 4 5.30 12.75 T05 1.058 .
MT 10D6 20UN-MMTO05 20.0 - 1/2 - 10.00 4 5.10 12.75 T05 1.270 °
MT 10D5 18UN-MMTO5 18.0 ® 9/16-5/8 11/8-15/8 10.00 4 5.60 12.75 T05 1.411 o
MT 10D7 16UN-MMTO5 16.0 - 3/4 - 10.00 4 6.40 12.75 105 1.588 .
MT 12D8 24UN-MMTO06 24.0 - - 5/8-11/16 12.00 4 7.40 14.30 T06 1.058 °
MT 12D8 20UN-MMTO06 20.0 - - 3/4 -1 12.00 4 7.70 14.30 T06 1.270 °
MT 12D8 18UN-MMTO06 18.0 - 5/8 =>111/16 12.00 4 7.10 14.30 T06 1.411 .
MT 12D8 16UN-MMTO06 16.0 - 3/4 - 12.00 4 8.00 14.30 T06 1.588 o
MT 12D8 14UN-MMTO06 14.0 ® 7/8 - 12,00 4 7.30 14.30 T06 1.814 o
MT 16E11 18UN-MMTO8 18.0 - 5/8 =>111/16 16.00 5 11.30 20.00 T08 1.411 .
MT 16E13 14UN-MMTO08 14.0 - 7/8 - 16.00 5} 12.70 20.00 T08 1.814 o
MT 16E13 12UN-MMTO8 12.0 - 1-11/2 - 16.00 5 12.70 20.00 T08 2.117 °
MT 15.3D13 10UN-MMTO08 10.0 3/4 - - 15.30 4 12,70 20.00 T08 2.540 .
MT 16C11 9UN-MMTO08 9.0 7/8 - - 16.00 3 11.30 20.00 T08 2.822 °
MT 16C13 8UN-MMTO8 8.0 1.0 - - 16.00 & 12.70 20.00 T08 &Ll o
MT20F13 12UN-MMTT10 12.0 - =>1 - 20.00 6 12,70 21.00 T10 2.117 .
MT20D13 8UN-MMTT10 8.0 1 - 20.00 4 12.70 21.00 T10 3.175 °
MT20D15 7UN-MMTT10 7.0 - 11/8-11/4 - 20.00 4 10.90 21.00 T10 3.629 o

Note: Description and dimensions relate to the new products with clamping flats

There is a possibility that the customer will receive the old item (with TORX) until the stock is depleted
For user guide, see pages 279-297

For cutting conditions, see pages 300-301

Do not apply lubricant to the threaded connection

() Threads per inch

2 Number of flutes

®) Thread pitch
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SOLIDTrHiREAD

MULTEMASTER f

MT-UN-MM DC — 28
Carbide Milling Heads with l ANSI/ASME B1.1

a Threaded Connection for
Internal UN Thread Profile

'

Application: General engineering

Dimensions
3

Designation TPI UNC UNF UNEF DC NOF®@ APMX LF THSZMS TP mm® 5
MT 10D7 32UN-MMTO05 32.0 - - - 394 4 252 502 T05 794 (]
MT 10D6 28UN-MMTO05 28.0 - 1/2 - 394 4 217 502 T05 907 (]
MT 10D6 24UN-MMTO05 24.0 = = 9/16-5/8 394 4 209 502 T05 1.058 o
MT 10D6 20UN-MMTO05 20.0 - 1/2 - 394 4 201 502 T05 1.270 (]
MT 10D5 18UN-MMTO05 18.0 = 9/16-5/8 11/8-15/8 394 4 220 502 T05 1.411 o
MT 10D7 16UN-MMTO05 16.0 = 3/4 = 394 4 252 502 T05 1.588 o
MT 12D8 24UN-MMTO06 24.0 = = 5/8-11/16 472 4 291 563 T06 1.058 o
MT 12D8 20UN-MMTO06 20.0 - - 3/4 -1 A72 4 308 563 T06 1.270 (]
MT 12D8 18UN-MMTO06 18.0 = 5/8 =>111/16 472 4 .280 563 T06 1.411 o
MT 12D8 16UN-MMTO06 16.0 = 3/4 ° 472 4 315 563 T06 1.588 °
MT 12D8 14UN-MMTO06 14.0 - /8 - A72 4 287 563 T06 1.814 (]
MT 16E11 18UN-MMTO08 18.0 ° 5/8 =>111/16 630 5) 445 787 T08 1.411 o
MT 16E13 14UN-MMTO08 14.0 - 7/8 - 630 5 500 787 T08 1.814 o
MT 16E13 12UN-MMTO08 12.0 = 1-11/2 = 630 5 .500 787 T08 2117 o
MT 15.3D13 10UN-MMTO08 10.0 3/4 = = 602 4 .500 787 T08 2.540 o
MT 16C11 9UN-MMTO08 9.0 /8 = - 630 3 445 787 T08 2.822 .
MT 16C13 S8UN-MMTO08 8.0 1.0 - - 630 3 500 787 T08 3175 .
MT20F13 12UN-MMTT10 12.0 ° =>1 = 787 6 500 827 T10 2117 o
MT20D13 8UN-MMTT10 8.0 1 = 787 4 .500 827 T10 3.175 o
MT20D15 7UN-MMTT10 7.0 = 11/8-11/4 = 787 4 429 827 T10 3.629 o

¢ Note: Description and dimensions relate to the new products with clamping flats

e There is a possibility that the customer will receive the old item (with TORX) until the stock is depleted

e For user guide, see pages 279-297

e For cutting conditions, see pages 300-301

¢ Do not apply lubricant to the threaded connection

() Threads per inch

) Number of flutes

®) Thread pitch

-2., C Group




SOLIDTHiREAD

MULTI-mASTER

INDEXABLE SOLID CARBIDE LINE

MT-W-MM

Carbide Milling Heads with
a Threaded Connection for
Internal and External 55°
BSW Thread Profile

er = NUT
M\( f Dimensions
55,
RE=0.137TP
SCREW
3
Designation TPIO TDZ DC NOF®@ APMX LF THSZMS PO 5
MT 10D6 19W-MMTO05 19.0 G1/4-3/8 10.00 4 5.30 12.75 T05 1.337 o
MT 16D13 14W-MMTO08 14.0 G1/2-7/8 16.00 4 12.70 20.00 T08 1.814 °
MT 16D11 11W-MMTO08 11.0 G=>1 16.00 4 11.50 20.00 T08 2.309 o
MT20F15 14W-MMTT10 14.0 G3/4-7/8 20.00 6 12.70 21.00 T10 1.814 o
MT20F14 11W-MMTT10 11.0 G=>1 20.00 6 11.50 21.00 T10 2.309 o
e B.S.84 -internal & external tolerance: medium class
* Note: Description and dimensions relate to the new products with clamping flats
e There is a possibility that the customer will receive the old item (with TORX) until the stock is depleted
e For user guide, see pages 279-297
e For cutting conditions, see pages 300-301
* Do not apply lubricant to the threaded connection
() Threads per inch
2 Number of flutes
@) Thread pitch
| N C H
Dimensions
3
Designation TPIO TDZ DC NOF®@ APMX LF THSZMS TP mm® 3
MT 10D6 19W-MMTO05 19.0 G1/4-3/8 394 4 209 502 T05 1.337 [
MT 16D13 14W-MMTO08 14.0 G1/2-7/8 630 4 .500 787 T08 1.814 [
MT 16D11 11W-MMTO08 11.0 G=>1 .630 4 453 787 T08 2.309 o
MT20F15 14W-MMTT10 14.0 G3/4-7/8 787 6 .500 827 T10 1.814 o
MT20F14 11W-MMTT10 11.0 G=>1 187 6 453 827 T10 2.309 o
e B.S.84 -internal & external tolerance: medium class
¢ Note: Description and dimensions relate to the new products with clamping flats
e There is a possibility that the customer will receive the old item (with TORX) until the stock is depleted
e For user guide, see pages 279-297
e For cutting conditions, see pages 300-301
* Do not apply lubricant to the threaded connection
() Threads per inch
2 Number of flutes
@) Thread pitch
Thread Size Key® Torque Wrench® Wrench( Tightening Torque (Nxcm)  Tightening Torque (Lbfxinch)
T05 MM KEY 6x4 TORQUE WRENCH 5-50Nm 9X12 MM WRENCH 6-05 700 60
T06 MM KEY 8x5 TORQUE WRENCH 5-50Nm 9X12 MM WRENCH 8-06 1000 90
T08 MM KEY 10x7 TORQUE WRENCH 5-50Nm 9X12 MM WRENCH 10-08 1500 130
T10 MM KEY 13x8 TORQUE WRENCH 5-50Nm 9X12 MM WRENCH 13-10 2800 250

™ To Be Ordered Separately

ISCAR




l.'fl.iil-l.'l'ﬁ.ﬂ-l‘ll_l DRVS THSZMS

MULTI-MASTER FEeTe

MTE-MM DC ~ T DCONMS

Indexable Threading Endmills L i

with a MULTI-MASTER < APMX

Shank Connection L~

l—— OAL
M E T R | C

Designation DC APMX cict LF THSZMS  DCONMS OAL DRVS® TQ® ﬁ
MTE D9.9-1-MMTO05-12 9.90 12.00 1 16.20 T05 7.70 32.30 55 1.2 0.01
MTE D13.7-1-MMTO06-14 13.70 14.00 1 17.00 T06 9.60 23.30 8.0 1.2 003
MTE D15.8-1-MMT08-14 16.80 14.00 1 17.00 T08 1.70 2450 100 12 0.02
MTE D20/D0.79-2-MMT10-14 20.00 14.00 2 18.00 T10 16.30 29.30 13.0 1.2 0.03
MTE D20/D0.79-3-MMT10-14 20.00 14.00 3 24.00 T10 16.30 35.30 13.0 1.2 0.02
MTE D21/D0.82-1-MMT10-21 21.00 21.00 1 25.00 T10 16.30 36.30 13.0 4.8 0.12
MTE D30.4/D1.2-2-MMT15-21 30.40 21.00 2 25.00 T15 23.90 42.00 20.0 4.8 0.13
MTE D30.4/D1.2-3-MMT15-21 30.40 21.00 g 34.00 T15 23.90 51.00 200 48 0.10
MTE D27-1-MMT12-30 27.00 30.00 1 38.20 T12 18.30 52.00 16.0 9.0 0.0

For cutting conditions, see page 299

Tool cutting diameter should not exceed 2/3 of thread bore diameter

For user guide, see pages 279-297

() Number of inserts

@ Torque key size

(@) Recommended clamping torque

Inserts: MT LNH#-ACME (Internal) © MT LNH#-ISO (Internal) ® MT LNH#-NPS e MT LNH#-NPSF e MT LNH#-UN (Internal)

o MT LNH#-W o MT LNHT-ABUT  MT LNHT-BSPT & MT LNHT-NPT  MT LNHT-NPTF e MT LNHU-ISO (External) ® MT LNHU-PG ¢ MT LNHU-UN (External)
Holders: MM CAB ® MM GRT (shanks) ® MM S-A (stepped shanks) ® MM S-A (straight shanks) ® MM S-A-C# ¢ MM S-A-H-PF

¢ MM S-A-H-VX ¢ MM S-A-HSK ¢ MM S-A-N e MM S-A-SK e MM S-B (85° conical shanks) ® MM S-D (89° conical shanks) ® MM S-ER ¢ MM S-ER-H ¢ MM TS-A

| N (& H

Designation DC APMX cICT™ LF THSZMS  DCONMS OAL DRVS® QW %
MTE D9.9-1-MMTO05-12 390 4724 1 638 T05 303 1.272 217 10.62 02
MTE D0.52-1-MMT06-14 520 5500 1 670 T06 360 .920 .300 10.62 .09
MTE D13.7-1-MMTO06-14 539 5512 1 669 T06 378 917 315 10.62 07
MTE D15.8-1-MMT08-14 622 5512 1 669 T08 461 .965 394 10.62 04
MTE D0.65-1-MMTO08-14 650 5500 1 670 T08 480 .960 400 10.62 04
MTE D20/D0.79-2-MMT10-14 787 5512 2 709 T10 602 1.154 512 10.62 .07
MTE D20/D0.79-3-MMT10-14 .87 5512 3 945 T10 602 1.390 512 10.62 06
MTE D21/D0.82-1-MMT10-21 827 8268 1 984 T10 602 1.429 512 4248 26
MTE D30.4/D1.2-2-MMT15-21 1.197 8268 2 984 T15 94 1.654 787 4248 29
MTE D30.4/D1.2-3-MMT15-21 1.197 8268 3 1.339 T15 94 2.008 787 4248 22
MTE D27-1-MMT12-30 1.063 1.1811 1 1.504 T12 720 2.047 630 79.65 22

For cutting conditions, page 299

Tool cutting diameter should not exceed 2/3 of thread bore diameter

For user guide, see pages 279-297

() Number of inserts

@ Torque key size

() Recommended clamping torque

Inserts: MT LNH#-ACME (Internal) ® MT LNH#-ISO (Internal) ® MT LNH#-NPS e MT LNH#-NPSF e MT LNH#-UN (Internal)

o MT LNH#-W e MT LNHT-ABUT e MT LNHT-BSPT ® MT LNHT-NPT  MT LNHT-NPTF e MT LNHU-ISO (External) ® MT LNHU-PG e MT LNHU-UN (External)
Holders: MM CAB ¢ MM GRT (shanks) ® MM S-A (stepped shanks) ® MM S-A (straight shanks) ¢ MM S-A-C# ¢ MM S-A-HSK e MM S-B (85° conical shanks)
¢ MM S-D (89° conical shanks) ® MM S-ER ¢ MM S-ER-H ¢ MM TS-A

Member IMC Group
|
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MikLid REALD BD
MTE D 55
Indexable Threading Endmills ,,‘, T {=—4}—{t— pconms

o APMX o]

Lu
OAL
M E T R |

Designation APMX DC  NOF4 DCONMS BD LU OAL  Shank® TQ(G) & & / /

20.00 750 185  85.00
20.00 750 160  85.00
20.00 875 200  75.00
2000 1080 271  85.00

0.16  SRM25T8-MT  BLDT0O8/M7 SWA4-SD
1.2 0.16  SRM25T8-MT  BLD T08/M7 SW4-SD
12 0.15 SRM26-L6.7-S11  BLD T08/M7 ~ SW4-SD
1.2 0.16  SRM26-L6.7-S11 BLD T08/M7 ~ SW4-SD
12 023 SRM26-L6.7-S11  BLD T08/M7 ~ SW4-SD
4.8 020  SRM4-P15-MT  BLDIP15/S7 SW6-SD
4.8 023  SRM4-P15-MT  BLDIP15/S7 SW6-SD
4.8 024  SRM4-P15-MT  BLDIP15/S7 SW6-SD
9.0 032  SRM5-P25-MT  BLDIP25/S7  SW6-T
9.0 0.60  SRM5-IP25-MT  BLDIP25/S7  SW6-T
9.0 090  SRM5-IP25-MT  BLDIP25/S7  SW6-T
9.0 130  SRM5-P25-MT  BLD IP25/S7  SW6-T
9.0 150  SRM5-P25-MT  BLD IP25/S7 ~ SW6-T

MTE D09.5-1-W20-12 (1) 1200 950 1
MTE D09.9-1-W20-12 1200 9.90 1

MTE D12.2-1-W20-14 1400  12.20 1

MTE D14.5-1-W20-14 1400 1450 1

MTE D17.0-1-W20-14 1400  17.00 1 2000 1280 300 8500
MTE D18-1-W20-21 (2 2100 1850 1 2000 1420 300  85.00
MTE D21-1-W20-21 21.00  21.00 1 2000 1590 400  94.00
MTE D25-1-W20-21 21.00  25.00 1 2000 2000 610 115.00
MTE D29-1-W25-30 @ 3000  29.00 1 2500 2220 500  110.00
MTE D31-1-W25-30 3000  31.00 1 2500 2500 900  150.00
MTE D38-1-W32-30 3000 3800 1 3200 3200 860 15000
MTE D48-1-W40-40 4000 48.00 1 4000 3500 780  153.00
MTE D48-1-W40-40-B 4000 48.00 1 4000 3650 1380 210.00

Sl ===l =E=E

For cutting conditions, see page 299

Tool cutting diameter should not exceed 2/3 of thread bore diameter

All endmills are equipped with a bore for internal coolant

* For user guide, see pages 279-297

() Not suitable for inserts: MT LNHT 1202 18NPTF, MT LNHT 1202 18NPT, MT LNHT 1202 19BSPT, MT LNHT 1202 11.75ISO
) Not suitable for inserts:MT LNHT 2104 11.5NPT, 11.5NPTF, 8ABUT and MT LNHU 2104 13.501SO, I7UN

() Not suitable for MT LNHT 3005 4ABUT inserts

4 Number of flutes

) W-Weldon

(6) Recommended clamping torque

Inserts: MT LNH#-ACME (Internal) ® MT LNH#-ISO (Internal) ® MT LNH#-NPS e MT LNH#-NPSF e MT LNH#-UN (Internal)

o MT LNH#-W o MT LNHT-ABUT ® MT LNHT-BSPT  MT LNHT-NPT e MT LNHT-NPTF e MT LNHU-ISO (External) ® MT LNHU-PG e MT LNHU-UN (External)

1 N C H

Designation APMX DC NOF@ BD DCONMS Shank® TQW OAL LU & & / /

MTE D0.375-1-W0.75-12 (1) 4720 375 1 .300 750 W 1062  3.350 .60 88  SRM25-T8-MT  BLDTO8/M7  SW4-SD
MTE D0.39-1-W0.75-12 4720 .390 1 .300 750 W 10.62  3.350 64 .30 SRM25-T8-MT ~ BLD TO8/M7  SWA4-SD
MTE DO0.50-1-W0.75-14 .5510 .500 1 370 750 W 1062  2.950 .70 51 SRM26-16.7-S11  BLD TO8/M7 ~ SW4-SD
MTE D0.54-1-W0.75-14 .5610 540 1 .380 .750 W 10.62  2.980 q7 .71 SRM26-16.7-S11  BLD T08/M7 ~ SW4-SD
MTE D0.57-1-W0.75-14 .55610 570 1 410 .750 W 1062  3.200 1.00 51 SRM26-L6.7-S11  BLDTO8/M7  SW4-SD
MTE DO0.67-1-W0.75-14 .5510 670 1 512 .750 W 1062  3.350 1.18 51 SRM26-16.7-S11  BLD TO8/M7 ~ SW4-SD
MTE D0.79-1-WO0.75-21 .8270 .790 1 .590 .750 W 4248  3.700 1.57 31 SR M4-IP15-MT ~ BLD IP15/S7  SW6-SD
MTE D0.94-1-W0.75-21 .8270 .940 1 = .750 W 4248  5.000 2.83 53 SR M4-IP15-MT ~ BLD IP15/S7 ~ SW6-SD
MTE D1.16-1-W1.00-30 11810 1.156 1 874 1.000 w 7965 4250 1.96 29 SR M5-IP25-MT-S  BLD IP25/S7  SW6-T
MTE D1.25-1-W1.00-30 1.1810  1.250 1 1.000 W 79.65  6.000 3.58 116 SRM5-IP25-MT  BLD IP25/S7 ~ SW6-T
MTE D1.50-1-W1.25-30 1.1810  1.500 1 = 1.250 W 79.656  6.000 3.58 1.91 SR M5-IP25-MT ~ BLD IP25/S7 ~ SW6-T
MTE D1.75-1-W1.50-40 15750 1.750 1 1.380 1.500 W 79.65  6.000 3.31 154  SRMS5-IP25-MT  BLD IP25/S7  SW6-T

e For cutting conditions, see page 299

¢ Tool cutting diameter should not exceed 2/3 of thread bore diameter

e All endmills are equipped with a bore for internal coolant

e For user guide, see pages 279-297

() Not suitable for inserts: MT LNHT 1202 18NPTF, MT LNHT 1202 18NPT, MT LNHT 1202 19BSPT, MT LNHT 1202 11.75ISO

2 Number of flutes

3 W-Weldon

4 Recommended clamping torque

Inserts: MT LNH#-ACME (Internal) ® MT LNH#-ISO (Internal) ® MT LNH#-NPS e MT LNH#-NPSF e MT LNH#-UN (Internal)

o MT LNH#-W e MT LNHT-ABUT ® MT LNHT-BSPT e MT LNHT-NPT e MT LNHT-NPTF e MT LNHU-ISO (External) ® MT LNHU-PG ¢ MT LNHU-UN (External)
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ML MREAL
MTE D-C 59
Indexable Threading Endmills ' N+ DCONMS
with Cylindrical Carbide Shanks
e~ APMX > ‘
LU |
OAL

C
Designation APMX DC DCONMS LU OAL  Shank®  TQ@ % @ / /
MTE D09.9-1-C08C-12 12.00 9.90 8.00 9400 127.00 c 12 007  SRM25T8MT BLDTO8/M7 SW4-SD

MTE D13.7-1-C10C-14 14.00 13.70 10.00 77.00 110.00 C 1.2 0.10 SRM2.6-L6.7-S11 BLD TO8/M7 ~ SW4-SD
MTE D13.7-1-C10C-14-B 14.00 13.70 10.00 120.00 1563.50 C 1.2 0.12 SRM2.6-L6.7-S11 BLD TO8/M7 ~ SW4-SD
MTE D15.2-1-C12C-14 14.00 15.20 12.00 139.00 182.30 C 1.2 0.12 SR M2.6-16.7-S11  BLD T08/M7 ~ SW4-SD
MTE D21-1-C16C-21 21.00 21.00 16.00 86.60 130.00 C 48 0.28 SR M4-IP15-MT  BLD IP15/S7  SW6-SD
MTE D21-1-C16C-21-B 21.00 21.00 16.00 163.00 206.30 C 4.8 0.60 SR M4-IP15-MT  BLD IP15/S7  SW6-SD
MTE D27-1-C20C-30 30.00 27.00 20.00 204.00 263.00 C 9.0 0.99 SR M5-IP25-MT-S  BLD IP25/S7 ~ SW6-T

For cutting conditions, see page 299

For holders with a long overhang, reduce the cutting speed and feed rate, between 20 to 40% (depending on workpiece, material, pitch and overhang)

e For user guide, see pages 279-297

() C-Cylindrical

(2 Recommended clamping torque

Inserts: MT LNH#-ACME (Internal) © MT LNH#-ISO (Internal) ® MT LNH#-NPS e MT LNH#-NPSF e MT LNH#-UN (Internal)

o MT LNH#-W o MT LNHT-ABUT e MT LNHT-BSPT ® MT LNHT-NPT e MT LNHT-NPTF e MT LNHU-ISO (External) ® MT LNHU-PG ¢ MT LNHU-UN (External)

& /

SRM2.5T8-MT ~ BLDTO8/M7 ~ SW4-SD

H
Designation APMX DC DCONMS LU OAL  Shank"  TQ®@ &
MTE D0.39-1-C.312C-12 4720 390 312 32500 5126 ¢ 10.62 22

MTE D0.50-1-C.375C-14 5510 .500 375 4.8500 6.126 C 10.62 .26 SRM2.6-16.7-S11  BLDTO8/M7 ~ SW4-SD
MTE D0.62-1-C.500C-14 5510 620 .500 5.7700 7.050 C 10.62 58 SRM26-L6.7-S11 BLDT0O8/M7 ~ SW4-SD
MTE D0.82-1-C.625C-21-B 8270 .820 .625 6.6500 8.120 C 42.48 1.03 SRM4-IP15-MT ~ BLDIP15/S7  SW6-SD

e For cutting conditions, see page 299

¢ For holders with a long overhang, reduce the cutting speed and feed rate, between 20 to 40% (depending on workpiece, material, pitch and overhang)

* For user guide, see pages 279-297

() G-Cylindrical

2 Recommended clamping torque

Inserts: MT LNH#-ACME (Internal) ® MT LNH#-ISO (Internal) ® MT LNH#-NPS e MT LNH#-NPSF e MT LNH#-UN (Internal)

o MT LNH#-W o MT LNHT-ABUT ® MT LNHT-BSPT  MT LNHT-NPT e MT LNHT-NPTF e MT LNHU-ISO (External) ® MT LNHU-PG e MT LNHU-UN (External)

Member IMC Group
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WLl FMTAEAL

BD
MTE D(Multi Insert)
Multi Insert Threading Endmills DC mf 1 boonms
with Weldon Shanks l @, | ‘
] APMX |~
LU

OAL

aw

Designation DC DCONMS BD CICT" LU OAL Shank® TQ® % @

MTE D20.0-2-W20-14 1400  20.00 20.00 16.00 2 410 93.00 w 12 020 SRM26-L6.7-S11  BLDTO8/M7  SW4-SD
MTE D20.0-3-W20-14 14.00  20.00 20.00 16.00 3 410 93.00 W 1.2 0.15  SRM26-16.7-S11  BLDTO8/M7  SW4-SD
MTE D30-2-W25-21 21.00  30.00 25.00 = 2 - 108.00 w 4.8 0.40 SR M4-IP15-MT BLD IP15/87  SW6-SD
MTE D40-2-W32-30 30.00  40.00 32.00 30.00 2 70.0 130.00 W 9.0 0.70 SR M5-IP25-MT BLD IP25/87 SWe-T
MTE D50-2-W40-40 40.00  50.00 40.00 38.00 2 78.0 153.00 W 9.0 0.80 SR M5-IP25-MT BLD IP25/57 SW6-T

e For cutting conditions, see page 299

e Tool cutting diameter should not exceed 2/3 of thread bore diameter

o All endmills are equipped with a bore for internal coolant

e For user guide, see pages 279-297

() Number of inserts

2 W-Weldon

) Recommended clamping torque

Inserts: MT LNH#-ACME (Internal) © MT LNH#-ISO (Internal) ® MT LNH#-NPS e MT LNH#-NPSF e MT LNH#-UN (Internal)

o MT LNH#-W o MT LNHT-ABUT  MT LNHT-BSPT & MT LNHT-NPT  MT LNHT-NPTF e MT LNHU-ISO (External) ® MT LNHU-PG ¢ MT LNHU-UN (External)

/

Designation APMX DC DCONMS BD CICT® OAL LU Shank@ TQ® & &

MTE DO0.79-2-W0.75-14 5510 790 .750 .630 2 3660 154 W 10.62 51 SRM2.6-L6.7-S11  BLDTO8/M7  SW4-SD
MTE DO0.79-3-W0.75-14 5510 790 .750 .630 3 3660 154 W 10.62 33 SRM26-L6.7-S11  BLDTO8/M7  SW4-SD
MTE D1.18-2-W1.00-21 8270 1.180 1.000 .950 2 4250 197 w 42.48 .55 SR M4-IP15-MT BLD IP15/87  SW6-SD
MTE D1.56-2-W1.25-30 1.1810  1.560 1.250 1.180 2 5125 284 w 79.65 1.98 SR M5-IP25-MT BLD IP25/57 SW6-T
MTE D2.00-2-W1.50-40 1.5750  2.000 1.500 1.480 2 6.000 335 W 79.65 1.76 SR M5-IP25-MT BLD IP25/S7 SW6-T

e For cutting conditions, see page 299

e Tool cutting diameter should not exceed 2/3 of thread bore diameter

e All endmills are equipped with a bore for internal coolant

e For user guide, see pages 279-297

() Number of inserts

(2) W-Weldon

(8 Recommended clamping torque

Inserts: MT LNH#-ACME (Internal) ® MT LNH#-ISO (Internal) ® MT LNH#-NPS e MT LNH#-NPSF e MT LNH#-UN (Internal)

o MT LNH#-W e MT LNHT-ABUT  MT LNHT-BSPT e MT LNHT-NPT  MT LNHT-NPTF e MT LNHU-ISO (External) ® MT LNHU-PG ¢ MT LNHU-UN (External)

ISCAR



Wikl MTAEAL

MTF D(Shell Mill)
Thread Milling Multi-Insert
Shell Mills

Designation cicTt DHUB DCONMS OAL TQ® %
MTF D063-5-22-21 63.00 21.00 5 40.00 22.00 50.00 48 0.70
MTF D063-4-22-30 63.00 30.00 4 48.00 22.00 50.00 9.0 0.56
MTF D080-4-27-30 80.00 30.00 4 60.00 27.00 50.00 9.0 0.10
MTF D080-4-27-40 80.00 40.00 4 60.00 27.00 60.00 9.0 1.04
MTF D100-4-32-30 100.00 30.00 4 78.00 32.00 50.00 9.0 1.89
MTF D100-8-32-30 100.00 30.00 8 78.00 32.00 50.00 9.0 0.15
MTF D100-4-32-40 100.00 40.00 4 78.00 32.00 60.00 9.0 0.20

e For cutting conditions, see page 299 e For user guide, see pages 279-297

() Number of inserts

(2 Recommended clamping moment

Inserts: MT LNH#-ACME (Internal) © MT LNH#-ISO (Internal) ® MT LNH#-NPS e MT LNH#-NPSF e MT LNH#-UN (Internal)

o MT LNH#-W o MT LNHT-ABUT e MT LNHT-BSPT ® MT LNHT-NPT e MT LNHT-NPTF e MT LNHU-ISO (External) ® MT LNHU-PG ¢ MT LNHU-UN (External)

Designation cICT® DHUB DCONMS OAL QO %

MTF D2.50-5-.75-21 2.500 8270 5 1.693 .750 2.000 42.48 1.01
MTF D2.50-4-.75-30 2.500 1.1810 4 1.850 .750 2.000 79.65 1.43
MTF D3.94-8-1.25-30 (1) 3.940 1.1810 8 2.874 1.250 2.362 79.65 .33
MTF D4.00-4-1.25-30 4,000 1.1810 4 2.874 1.250 2.000 79.65 4.63
MTF D4.00-8-1.25-30 4,000 1.1810 8 2.874 1.250 2.000 79.65 4.20
MTF D3.15-4-1.00-40 3.150 1.5750 4 2.250 1.000 2.500 79.65 2.65
MTF D4.00-4-1.25-40 4.000 1.5750 4 2.874 1.250 2.500 79.65 4.20

For cutting conditions, see page 299 e For user guide, see pages 279-297

() Related only to inserts:3358371 MT LNHT 3005 4BBUT IC908 ¢ 5669496 MT LNHT 3005 4ABUT IC908

2 Number of inserts

) Recommended clamping torque

Inserts: MT LNH#-ACME (Internal) ® MT LNH#-ISO (Internal) ® MT LNH#-NPS e MT LNH#-NPSF e MT LNH#-UN (Internal)

o MT LNH#-W o MT LNHT-ABUT  MT LNHT-BSPT e MT LNHT-NPT  MT LNHT-NPTF e MT LNHU-ISO (External) ® MT LNHU-PG ¢ MT LNHU-UN (External)

HAEE NSy IR A BB
WL MREAL [«DHUB+ DCONMS
MTFLE T
External Multi-Tooth
Threading Shell Mills Ay U
LUX Apix

4 l<-pc

l«——pBD——>!

Designation DC BD DHUB DCONMS OAL LUX APMX clcT™ Q@ &

MTFLE D20-3-22-21 20.00 58.20 48.00 22.00 63.00 27.0 21.00 3 48 0.70
MTFLE D20-4-22-21 20.00 58.20 48.00 22.00 63.00 27.0 21.00 4 48 0.70
MTFLE D30-3-22-21 30.00 68.20 48.00 22.00 63.00 27.0 21.00 3 4.8 0.90
MTFLE D45-4-27-21 45.00 83.20 60.00 27.00 67.00 27.0 21.00 4 4.8 1.40

For cutting conditions, see page 299 e For user guide, see pages 279-297

() Number of inserts

2 Recommended clamping torque

Inserts: MT LNH#-NPS e MT LNH#-NPSF e MT LNH#-W e MT LNHT-ABUT e MT LNHT-BSPT e MT LNHT-NPT e MT LNHT-NPTF
o MT LNHU-ISO (External) ® MT LNHU-PG e MT LNHU-UN (External)

Designation DC BD DHUB DCONMS OAL LUX APMX cIcTt TQ® %

MTFLE D0.75-3-0.75-21 .750 2.250 1.850 .750 2.500 1.11 8270 3 42.48 1.50
MTFLE D0.75-4-0.75-21 .750 2.250 1.850 .750 2.500 1.11 8270 4 42.48 1.50
MTFLE D1.19-3-0.75-21 1.190 2.690 2.080 .750 2.500 1.1 8270 3 42.48 2.00
MTFLE D1.75-4-1.0-21 1.750 3.260 2.320 1.000 2.750 118 8270 4 42.48 3.00

e For cutting conditions, see page 299 e For user guide, see pages 279-297

() Number of inserts

2 Recommended clamping torque

Inserts: MT LNH#-NPS e MT LNH#-NPSF ® MT LNH#-W e MT LNHT-ABUT e MT LNHT-BSPT e MT LNHT-NPT e MT LNHT-NPTF

e MT LNHU-ISO (External) ® MT LNHU-PG e MT LNHU-UN (External)
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WLl FMTAEAL

MTSRH (endmills)
Endmills with Coolant Holes

'
- DC%NMS

for Helical Threading Inserts

Designation DC  APMX DCONMS OAL LU NOF"  Shank®@ ﬁ MIID® & } ?

MTSRH 23-2 23.00 27.00 25.00 110.00 50.0 2 w 0.30 MTH 2314.01SO S23 K21

MTSRH 23-2-N 23.00 27.00 25.00 110.00 50.0 2 W 0.30 MTH 2314.0 1SO 823 T-20/5
MTSRH 32-5 32.00 32.00 32.00 130.00 60.0 5 w 0.65 MTH 32 E 1.51SO S32

MTSRH 32-5-N 32.00 32.00 32.00 130.00 60.0 5 W 0.15 MTH 32 E 1.5 1SO 832 T-20/5
MTSRH 45-6 45.00 37.00 32.00 130.00 = 6 W 0.88 MTH 45 E 1.5 1SO 845X K40

MTSRH 45-6-N 45.00 37.00 32.00 130.00 6 W 0.75 MTH 45 E 1.5 1SO K40

¢ Note: ISCAR can provide special contour inserts on request

e For cutting conditions, see page 299

e For user guide, see pages 279-297

() Number of flutes

2 W-Weldon

() Master insert identification

Inserts: MTH-BSPT (int. & ext.) ® MTH-F e MTH-ISO (external) ® MTH-ISO (internal) ® MTH-NPT (int. & ext.) ® MTH-NPTF (int. & ext.) ® MTH-UN (external)
e MTH-UN (internal) ® MTH-W (int. & ext.)

Designation DC APMX DCONMS OAL LU NOF™  Shank®@ & Insert & ? ?
MTSRH 091H23-2 910 1.0630 1.000 4.500 2.00 2 W .80 MTH 23 S23 K21

MTSRH 091H23-2-N 910 1.0630 1.000 4.500 2.00 2 W .80 MTH 23 523 T-20/5
MTSRH 126H32-5 1.260 1.2600 1.250 5.000 2.36 5] W 1.47 MTH 32 S32

MTSRH 126H32-5-N 1.260 1.2600 1.250 5.000 2.36 B W 1.26 MTH 32 532 T-20/5
MTSRH 177H45-6 1.770 1.4570 1.250 5.000 = 6 W 1.87 MTH 45 S45X K40

MTSRH 177H45-6-N 1.770 1.4570 1.250 5.000 6 W 1.61 MTH 45 K40

¢ Note: ISCAR can provide special contour inserts on request

e For cutting conditions, see page 299

* For user guide, see pages 279-297

() Number of flutes

2 W-Weldon

Inserts: MTH-BSPT (int. & ext.) ® MTH-F e MTH-ISO (external) ® MTH-ISO (internal) ® MTH-NPT (int. & ext.) ® MTH-NPTF (int. & ext.) ® MTH-UN (external)

o MTH-UN (internal) ® MTH-W (int. & ext.)
&R

rd

)

MTSRH with MTH-F
finishing inserts

ISCAR
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MTSRH (helical shell mill) il

Shell Mills with Coolant Holes ‘

for Helical Threading Inserts

Designation DC APMX DHUB DCONMS  OAL NOF( & MIIDR & ?

MTSRH 32-5M 32.00 32.00 26.00 16.00 52.00 5 0.15 MTH 32 E 1.51SO S328
MTSRH 32-5M-N 32.00 32.00 26.00 16.00 52.00 5 0.15 MTH 32 E 1.51SO $328
MTSRH 45-6M 45.00 37.00 38.00 22.00 60.00 6 0.30 MTH 45 E 1.51SO $458 K40
MTSRH 45-6M-N 45.00 37.00 38.00 22.00 60.00 6 0.43 MTH 45 E 1.5 1SO K40
MTSRH 63-9 63.00 38.00 51.70 22.00 50.00 9 0.66 MTH 63 11 W K40
MTSRH 63-9-N 63.00 38.00 51.70 22.00 50.00 9 0.71 MTH 63 11 W K40

e For cutting conditions, see page 299

¢ Note: ISCAR can provide special contour inserts on request

e For user guide, see pages 279-297

() Number of flutes

(2 Master insert identification

Inserts: MTH-BSPT (int. & ext.) ® MTH-F ® MTH-ISO (external) ® MTH-ISO (internal) ® MTH-NPT (int. & ext.) ® MTH-NPTF (int. & ext.) ® MTH-UN (external)
e MTH-UN (internal) ® MTH-W (int. & ext.)

Designation DC APMX DCONMS OAL Insert
MTSRH 248H63-9 2.480 1.4960 2.030 .750 2.000 9 .99 MTH 63 S63 K40
MTSRH 248H63-9-N 2.480 1.4960 2.030 .750 2.000 9 .35 MTH 63 K40

e For cutting conditions, see page 299

* Note: ISCAR can provide special contour inserts on request

e For user guide, see pages 279-297

() Number of flutes

Inserts: MTH-BSPT (int. & ext.) ® MTH-F e MTH-ISO (internal) ® MTH-NPT (int. & ext.) ® MTH-UN (internal) ® MTH-W (int. & ext.)

Member IMC Group
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WLl FMTAEAL TP MT LNHU  MT LNHT

o0 DIN13, ISO 68-1,
‘ © 1SO 965 (182)

MT LNH#-ISO (Internal)
Thread Milling Inserts for
Internal ISO Metric Profile

Dimensions

S
Designation TP INSL w1 St 3
MT LNHT 1202 10.501SO 0500 12.00 650 290 .
MT LNHU 1403 10.501SO 0500 14,00 7.90 320 .
MT LNHT 1202 10.75ISO 0750 12,00 6.50 290 .
MT LNHU 1403 10.751SO 0.750 14,00 7.90 320 .
MT LNHT 1202 11.00ISO 1,000 12,00 650 290 .
MT LNHU 1403 11.001SO 1,000 14,00 7.90 320 .
MT LNHU 2104 11.00ISO 1,000 21.00 12,60 480 .
MT LNHT 1202 11.25ISO 1250 12,00 6.50 290 .
MT LNHU 1403 11.251SO 1250 14,00 7.90 320 .
MT LNHT 1202 11.50ISO 1,500 12,00 650 290 .
MT LNHU 1403 11.501SO 1,500 14,00 7.90 320 .
MT LNHU 2104 11.501SO 1,500 21,00 12,60 480 .
MT LNHU 3005 11.501SO 1,500 30.00 16.70 560 .
MT LNHU 4006 11.501SO 1,500 40.00 2080 640 .
MT LNHT 1202 11.75ISO 1750 12,00 6.50 290 .
MT LNHU 1403 11.751SO 1.750 14,00 7.90 320 .
MT LNHU 2104 11.751SO 1750 21.00 12,60 480 .
MT LNHU 1403 12.001SO 2000 14,00 7.90 320 .
MT LNHU 2104 12.00ISO 2000 21.00 12,60 480 .
MT LNHU 3005 12.001SO 2000 30,00 16.70 560 .
MT LNHU 4006 12.001SO 2000 40.00 2080 640 .
MT LNHU 1403 12.501SO 25500 14,00 7.90 320 .
MT LNHU 2104 12.501SO 2500 21.00 12,60 480 .
MT LNHU 2104 13.001SO 3000 21.00 12,60 480 .
MT LNHU 3005 13.001SO 3000 30.00 16.70 560 .
MT LNHU 4006 13.001SO 3000 40.00 2080 640 .
MT LNHU 2104 13.501SO 3500 21.00 12,60 480 .
MT LNHU 3005 13.501SO 3500 30.00 16.70 560 .
MT LNHU 4006 13.501SO 3500 40.00 2080 640 .
MT LNHU 3005 14.001SO 4.000 30.00 16.70 5.60 ]
MT LNHU 4006 14.001SO 4000 40.00 2080 6.40 .
MT LNHU 3005 14.501SO 4500 30,00 16.70 560 .
MT LNHU 4006 14.501SO 4500 40.00 2080 6.40 .
MT LNHU 3005 15.001SO 5000 30.00 16.70 560 o
MT LNHU 4006 15.001SO 5.000 40.00 20.80 6.40 ]
MT LNHU 4006 15.50I1SO 5.500 40.00 20.80 6.40 ]
MT LNHU 4006 16.001SO 6000 40,00 2080 640 .

* For cutting speed recommendations, see page 299

e For user guide, see pages 279-297

() Thread pitch

Tools: MTE D ® MTE D(Multi Insert) ® MTE D-C ® MTE-MM e MTF D(Shell Mill)
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Wikl MTAEAL TP MT LNHU  MT LNHT

o0 DIN13, ISO 68-1,
‘ © 1SO 965 (182)

MT LNH#-ISO (Internal)
Thread Milling Inserts for
Internal ISO Metric Profile

Dimensions

S
Designation TP mm() INSL w1 St 3
MT LNHT 1202 10.501SO 500 472 256 118 .
MT LNHU 1403 10.501SO 500 551 311 126 .
MT LNHT 1202 10.75ISO 750 472 256 114 .
MT LNHU 1403 10.751SO 750 551 311 196 .
MT LNHT 1202 11.00ISO 1,000 472 256 114 .
MT LNHU 1403 11.001SO 1,000 551 311 126 .
MT LNHU 2104 11.001SO 1,000 827 496 189 .
MT LNHT 1202 11.25ISO 1250 472 256 114 .
MT LNHU 1403 11.251SO 1250 551 311 126 .
MT LNHT 1202 11.50ISO 1,500 472 256 114 .
MT LNHU 1403 11.501SO 1,500 551 311 126 .
MT LNHU 2104 11.501SO 1,500 827 496 189 .
MT LNHU 3005 11.501SO 1,500 1.181 857 220 .
MT LNHU 4006 11.501SO 1,500 1575 819 252 .
MT LNHT 1202 11.75ISO 1750 472 256 114 .
MT LNHU 1403 11.751SO 1.750 551 311 196 .
MT LNHU 2104 11.751SO 1750 827 496 189 .
MT LNHU 1403 12.001SO 2000 551 311 126 .
MT LNHU 2104 12.00ISO 2000 807 496 189 .
MT LNHU 3005 12.001SO 2000 1.181 &57 220 .
MT LNHU 4006 12.001SO 2000 1575 819 252 .
MT LNHU 1403 12.501SO 25500 551 311 196 .
MT LNHU 2104 12.501SO 2500 827 496 189 .
MT LNHU 2104 13.001SO 3000 827 496 189 .
MT LNHU 3005 13.001SO 3000 1181 &57 220 o
MT LNHU 4006 13.001SO 3000 1575 819 252 .
MT LNHU 2104 13.501SO 3500 827 496 189 .
MT LNHU 3005 13.501SO 3500 1181 &57 220 o
MT LNHU 4006 13.501SO 3500 1575 819 252 .
MT LNHU 3005 14.001SO 4000 1.181 857 220 .
MT LNHU 4006 14.001SO 4000 1575 819 252 o
MT LNHU 3005 14.501SO 4500 1.181 &57 220 .
MT LNHU 4006 14.501SO 4500 1575 819 252 .
MT LNHU 3005 15.001SO 5000 1181 857 220 o
MT LNHU 4006 15.001SO 5000 1575 819 252 .
MT LNHU 4006 15.501SO 5500 1575 819 252 .
MT LNHU 4006 16.001SO 6000 1575 819 252 .

* For cutting speed recommendations, see page 299

® For user guide, see pages 279-297

() Thread pitch

Tools: MTE D e MTE D(Multi Insert) ® MTE D-C ® MTE-MM e MTF D(Shell Mill)
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WLl FMTAEAL P

MT LNHU-ISO (External) rﬁ v
Thread Milling Inserts for o0
External ISO Metric Profile Wi ° " DINT3, 150 681, |
‘ ° @ 150 965 (182)
[ P
Dimensions
3
Designation PO INSL W1 st 3
MT LNHU 1403 E0.75ISO 0.750 14.00 7.90 3.20 .
MT LNHU 1403 E1.00ISO 1.000 14.00 7.90 3.20 o
MT LNHU 2104 E1.00I1SO 1.000 21.00 12.60 4.80 .
MT LNHU 1403 E1.25ISO 1.250 14.00 7.90 3.20 °
MT LNHU 1403 E1.501SO 1.500 14,00 7.90 3.20 .
MT LNHU 2104 E1.50I1SO 1.500 21.00 12.60 4.80 °
MT LNHU 3005 E1.501SO 1.500 30.00 16.70 5.60 L]
MT LNHU 4006 E1.501SO 1.500 40.00 20.80 6.40 o
MT LNHU 1403 E1.751SO 1.750 14.00 7.90 3.20 .
MT LNHU 1403 E2.00ISO 2.000 14.00 7.90 3.20 °
MT LNHU 2104 E2.00ISO 2.000 21.00 12.60 4.80 .
MT LNHU 3005 E2.001SO 2.000 30.00 16.70 5.60 °
MT LNHU 4006 E2.001SO 2.000 40.00 20.80 6.40 L]
MT LNHU 1403 E2.501SO 2.500 14.00 7.90 3.20 °
MT LNHU 2104 E2.501SO 2,500 21.00 12.80 4.80 .
MT LNHU 2104 E3.00I1SO 3.000 21.00 12.80 4.80 o
MT LNHU 3005 E3.00ISO 3.000 30.00 16.70 5.60 .
MT LNHU 4006 E3.00ISO 3.000 40.00 20.80 6.40 °
MT LNHU 3005 E3.501SO 3.500 30.00 16.70 5.60 L]
MT LNHU 3005 E4.00ISO 4,000 30.00 16.70 5.60 °
MT LNHU 4006 E4.00ISO 4.000 40.00 20.80 6.40 °
MT LNHU 4006 E5.00I1SO 5.000 40.00 20.80 6.40 o
MT LNHU 4006 E6.001SO 6.000 40.00 20.80 6.40 [

e For cutting speed recommendations, see page 299

e For user guide, see pages 279-297

() Thread pitch

Tools: MTE D e MTE D(Multi Insert) ® MTE D-C ® MTE-MM e MTF D(Shell Mill) ® MTFLE

350 ISCAR




MiLid READ 7=

W %
! o0 DIN13, ISO 68-1,
‘ © 1SO 965 (182)

MT LNHU-ISO (External)
Thread Milling Inserts for
External ISO Metric Profile

Dimensions

3
Designation TP mm() INSL W1 St 3
MT LNHU 1403 E0.75ISO 750 551 311 126 .
MT LNHU 1403 E1.00ISO 1,000 551 311 126 .
MT LNHU 2104 E1.00ISO 1,000 827 496 189 .
MT LNHU 1403 E1.25ISO 1.250 551 311 196 .
MT LNHU 1403 E1.50ISO 1500 551 311 126 .
MT LNHU 2104 E1.50ISO 1500 827 496 189 .
MT LNHU 3005 E1.50ISO 1,500 1.181 657 220 .
MT LNHU 4006 E1.50ISO 1500 1575 819 252 .
MT LNHU 1403 E1.75ISO 1750 551 311 126 .
MT LNHU 1403 E2.00ISO 2,000 551 311 196 .
MT LNHU 2104 E2.00ISO 2,000 827 496 189 .
MT LNHU 3005 E2.00ISO 2,000 1.181 657 220 .
MT LNHU 4006 E2.00ISO 2,000 1575 819 252 .
MT LNHU 1403 E2.50ISO 2500 551 311 126 .
MT LNHU 2104 E2.50ISO 2500 827 504 189 .
MT LNHU 2104 E3.00ISO 3.000 827 504 189 .
MT LNHU 3005 E3.00ISO 3000 1.181 657 220 .
MT LNHU 4006 E3.00ISO 3.000 1575 819 252 .
MT LNHU 3005 E3.50ISO 3500 1.181 657 220 .
MT LNHU 3005 E4.00ISO 4000 1.181 657 220 .
MT LNHU 4006 E4.00ISO 4000 1575 819 252 .
MT LNHU 4006 E5.00ISO 5.000 1575 819 252 .
MT LNHU 4006 E6.00ISO 6.000 1575 819 252 .

e For cutting speed recommendations, see page 299

* For user guide, see pages 279-297

() Thread pitch

Tools: MTE D e MTE D(Multi Insert) ® MTE D-C © MTE-MM e MTF D(Shell Mill) ¢ MTFLE
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WLl FMTAEAL TP MT LNHU  MT LNHT

&© —_————
‘ o ANSI/ASME B1.1

MT LNH#-UN (Internal)
Thread Milling Inserts for
American (UN, UNC, UNF,
UNEF, UNS) Full Profile Threads
for General Applications

Dimensions

S
Designation TPIO INSL W1 S1 TP®@ e
MT LNHT 1202 I32UN 32.0 12.00 6.50 2.90 0.794 o
MT LNHT 1202 I28UN 28.0 12.00 6.50 2.90 0.907 .
MT LNHT 1202 124UN 240 12.00 6.50 2.90 1.068 o
MT LNHT 1202 I120UN 20.0 12.00 6.50 2.90 1.270 °
MT LNHT 1202 118UN 18.0 12.00 6.50 2.90 1.411 .
MT LNHT 1202 I116UN 16.0 12.00 6.50 2.90 1.588 .
MT LNHU 1403 I32UN 32.0 14.00 7.90 3.20 0.794 .
MT LNHU 1403 I128UN 28.0 14.00 7.90 3.20 0.907 .
MT LNHU 1403 I127UN 27.0 14.00 7.90 3.20 0.941 o
MT LNHU 1403 124UN 24.0 14.00 7.90 3.20 1.058 .
MT LNHU 1403 I120UN 20.0 14.00 7.90 3.20 1.270 .
MT LNHU 1403 I18UN 18.0 14.00 7.90 3.20 1.411 °
MT LNHU 1403 116UN 16.0 14.00 7.90 3.20 1.588 o
MT LNHU 1403 I114UN 14.0 14.00 7.90 3.20 1.814 .
MT LNHU 1403 I12UN 12.0 14.00 7.90 3.20 2117 o
MT LNHU 1403 I11UN 11.0 14.00 7.90 3.20 2.309 .
MT LNHU 1403 I10UN 10.0 14.00 7.90 3.20 2.540 .
MT LNHU 2104 I124UN 24.0 21.00 12.60 4.80 1.058 o
MT LNHU 2104 I120UN 20.0 21.00 12.60 4.80 1.270 (]
MT LNHU 2104 I118UN 18.0 21.00 12.60 4.80 1.411 .
MT LNHU 2104 I16UN 16.0 21.00 12.60 4.80 1.588 o
MT LNHU 2104 114UN 14.0 21.00 12.60 4.80 1.814 .
MT LNHU 2104 I12UN 12.0 21.00 12.60 4.80 2117 o
MT LNHU 2104 I10UN 10.0 21.00 12.60 4.80 2.540 °
MT LNHU 2104 IS8UN 8.0 21.00 12.60 4.80 3.175 .
MT LNHU 2104 I7UN 7.0 21.00 12.60 4.80 3.629 .
MT LNHU 3005 I20UN 20.0 30.00 16.70 5.60 1.270 o
MT LNHU 3005 I118UN 18.0 30.00 16.70 5.60 1.411 .
MT LNHU 3005 I16UN 16.0 30.00 16.70 5.60 1.588 ()
MT LNHU 3005 114UN 14.0 30.00 16.70 5.60 1.814 o
MT LNHU 3005 I112UN 12.0 30.00 16.70 5.60 2117 .
MT LNHU 3005 I10UN 10.0 30.00 16.70 5.60 2.540 .
MT LNHU 3005 IS8UN 8.0 30.00 16.70 5.60 3.175 [
MT LNHU 3005 I6UN 6.0 30.00 16.70 5.60 4233 .
MT LNHU 3005 I5UN 5.0 30.00 16.70 5.60 5.080 o
MT LNHU 4006 116UN 16.0 40.00 20.80 6.40 1.588 o
MT LNHU 4006 114UN 14.0 40.00 20.80 6.40 1.814 .
MT LNHU 4006 112UN 12.0 40.00 20.80 6.40 2.117 .
MT LNHU 4006 I10UN 10.0 40.00 20.80 6.40 2.540 o
MT LNHU 4006 IS8UN 8.0 40.00 20.80 6.40 3.175 .
MT LNHU 4006 I6UN 6.0 40.00 20.80 6.40 4,233 ()
MT LNHU 4006 14.5UN 45 40.00 20.80 6.40 5.644 .
MT LNHU 4006 14UN 4.0 40.00 20.80 6.40 6.350 o

® For cutting speed recommendations, see page 299

e For user guide, see pages 279-297

() Threads per inch

@) Thread pitch

Tools: MTE D e MTE D(Multi Insert) ® MTE D-C ® MTE-MM e MTF D(Shell Mill)
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Wikl MTAEAL TP MT LNHU  MT LNHT

&© —_————
‘ o ANSI/ASME B1.1

MT LNHi#-UN (Internal)
Thread Milling Inserts for
American (UN, UNC, UNF,
UNEF, UNS) Full Profile Threads
for General Applications

Dimensions

S
Designation TPIM INSL w1 S1 TP mm@ e
MT LNHT 1202 I32UN 320 472 .256 114 794 .
MT LNHT 1202 I28UN 28.0 AT2 256 114 907 .
MT LNHT 1202 124UN 24.0 A72 .256 114 1.058 o
MT LNHT 1202 I20UN 20.0 472 256 114 1.270 .
MT LNHT 1202 118UN 18.0 472 256 114 1.411 .
MT LNHT 1202 116UN 16.0 472 256 114 1.588 .
MT LNHU 1403 I32UN 32.0 .551 31 126 794 o
MT LNHU 1403 I128UN 28.0 .551 311 126 .907 .
MT LNHU 1403 I127UN 27.0 551 311 126 941 .
MT LNHU 1403 124UN 24.0 551 311 126 1.058 .
MT LNHU 1403 I120UN 20.0 .551 311 126 1.270 .
MT LNHU 1403 I118UN 18.0 .551 311 126 1.411 .
MT LNHU 1403 116UN 16.0 .551 31 126 1.588 o
MT LNHU 1403 I114UN 14.0 .551 311 126 1.814 .
MT LNHU 1403 I112UN 12.0 551 311 126 2117 .
MT LNHU 1403 I11UN 11.0 551 311 126 2.309 ]
MT LNHU 1403 I10UN 10.0 .551 311 126 2.540 .
MT LNHU 2104 124UN 24.0 .827 496 189 1.058 .
MT LNHU 2104 120UN 20.0 827 496 189 1.270 o
MT LNHU 2104 I118UN 18.0 .827 496 189 1.411 .
MT LNHU 2104 I116UN 16.0 .827 496 189 1.588 .
MT LNHU 2104 114UN 14.0 827 496 189 1.814 .
MT LNHU 2104 I112UN 12.0 .827 496 189 2117 .
MT LNHU 2104 I10UN 10.0 .827 496 189 2.540 .
MT LNHU 2104 ISBUN 8.0 827 496 189 3.175 ]
MT LNHU 2104 I7UN 7.0 .827 496 189 3.629 .
MT LNHU 3005 I20UN 20.0 1.181 657 220 1.270 o
MT LNHU 3005 I118UN 18.0 1.181 657 220 1411 .
MT LNHU 3005 I116UN 16.0 1.181 657 220 1.588 .
MT LNHU 3005 I114UN 14.0 1.181 .657 220 1.814 o
MT LNHU 3005 I112UN 12.0 1.181 657 220 2117 .
MT LNHU 3005 I10UN 10.0 1.181 657 220 2.540 .
MT LNHU 3005 IS8UN 8.0 1.181 657 220 3.175 [
MT LNHU 3005 I6UN 6.0 1.181 657 220 4.233 .
MT LNHU 3005 ISUN 5.0 1.181 657 220 5.080 .
MT LNHU 4006 I116UN 16.0 1.575 819 252 1.588 .
MT LNHU 4006 114UN 14.0 1.575 819 252 1.814 .
MT LNHU 4006 112UN 12.0 1.575 819 252 2117 .
MT LNHU 4006 I10UN 10.0 1575 819 252 2.540 o
MT LNHU 4006 IS8UN 8.0 1.575 819 252 3.175 .
MT LNHU 4006 I6UN 6.0 1.575 819 252 4.233 o
MT LNHU 4006 14.5UN 45 1.575 819 252 5.644 .
MT LNHU 4006 14UN 4.0 1.575 819 252 6.350 ()

* For cutting speed recommendations, see page 299

e For user guide, see pages 279-297

() Threads per inch

@) Thread pitch

Tools: MTE D e MTE D(Multi Insert) ® MTE D-C ® MTE-MM e MTF D(Shell Mill)
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WLl FMTAEAL )

MT LNHU-UN (External)

External (UN, UNC, UNF, UNEF,
UNS) Full Profile Thread Milling

Inserts for General Industries

Dimensions

g
Designation TPI TP@ INSL w1 S1 <]
MT LNHU 1403 E32UN 32.0 0.794 14.00 7.90 3.20 .
MT LNHU 1403 E28UN 28.0 0.907 14.00 7.90 3.20 .
MT LNHU 1403 E24UN 24.0 1.058 14.00 7.90 3.20 o
MT LNHU 1403 E20UN 20.0 1.270 14.00 7.90 3.20 (]
MT LNHU 1403 E18UN 18.0 1.411 14.00 7.90 3.20 .
MT LNHU 1403 E16UN 16.0 1.588 14.00 7.90 3.20 o
MT LNHU 1403 E14UN 14.0 1.814 14.00 7.90 3.20 o
MT LNHU 1403 E12UN 12.0 21417 14.00 7.90 3.20 .
MT LNHU 2104 E24UN 24.0 1.058 21.00 12.60 4.80 o
MT LNHU 2104 E20UN 20.0 1.270 21.00 12.60 4.80 [
MT LNHU 2104 E18UN 18.0 1.411 21.00 12.60 4.80 .
MT LNHU 2104 E16UN 16.0 1.588 21.00 12.60 4.80 o
MT LNHU 2104 E14UN 14.0 1.814 21.00 12.60 4.80 o
MT LNHU 2104 E12UN 12.0 2117 21.00 12.60 4.80 o
MT LNHU 2104 E10UN 10.0 2.540 21.00 12.60 4.80 o
MT LNHU 3005 E20UN 20.0 1.270 30.00 16.70 5.60 (]
MT LNHU 3005 E18UN 18.0 1.411 30.00 16.70 5.60 .
MT LNHU 3005 E16UN 16.0 1.588 30.00 16.70 5.60 °
MT LNHU 3005 E14UN 14.0 1.814 30.00 16.70 5.60 o
MT LNHU 3005 E12UN 12.0 2117 30.00 16.70 5.60 o
MT LNHU 3005 E10UN 10.0 2.540 30.00 16.70 5.60 o
MT LNHU 3005 ES8UN 8.0 3175 30.00 16.70 5.60 (]
MT LNHU 3005 E6UN 6.0 4.233 30.00 16.70 5.60 o
MT LNHU 4006 E16UN 16.0 1.588 40.00 20.80 6.40 o
MT LNHU 4006 E14UN 14.0 1.814 40.00 20.80 6.40 (]
MT LNHU 4006 E12UN 12.0 2117 40.00 20.80 6.40 o
MT LNHU 4006 E10UN 10.0 2.540 40.00 20.80 6.40 [
MT LNHU 4006 ES8UN 8.0 3.175 40.00 20.80 6.40 o
MT LNHU 4006 E6UN 6.0 4.233 40.00 20.80 6.40 [

e For cutting speed recommendations, see page 299

e For user guide, see pages 279-297

() Threads per inch

@) Thread pitch

Tools: MTE D e MTE D(Multi Insert) « MTE D-C ® MTE-MM e MTF D(Shell Mil) ¢ MTFLE
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MiLid READ =

MT LNHU-UN (External)

External (UN, UNC, UNF, UNEF,
UNS) Full Profile Thread Milling

Inserts for General Industries

Dimensions

g
Designation TPIO TP mm®@ INSL w1 S1 <]
MT LNHU 1403 E32UN 32.0 794 551 311 126 .
MT LNHU 1403 E28UN 28.0 907 551 311 126 .
MT LNHU 1403 E24UN 24.0 1.058 551 311 126 o
MT LNHU 1403 E20UN 20.0 1.270 551 311 126 .
MT LNHU 1403 E18UN 18.0 1411 551 311 126 .
MT LNHU 1403 E16UN 16.0 1.588 551 311 126 o
MT LNHU 1403 E14UN 14.0 1814 551 31 126 [
MT LNHU 1403 E12UN 12.0 21417 551 311 126 .
MT LNHU 2104 E24UN 24.0 1.058 827 496 189 o
MT LNHU 2104 E20UN 20.0 1.270 827 496 189 .
MT LNHU 2104 E18UN 18.0 1411 827 496 189 .
MT LNHU 2104 E16UN 16.0 1.588 827 496 189 o
MT LNHU 2104 E14UN 14.0 1814 827 496 189 L]
MT LNHU 2104 E12UN 12.0 2117 827 496 189 .
MT LNHU 2104 E10UN 10.0 2.540 827 496 189 o
MT LNHU 3005 E20UN 20.0 1.270 1.181 657 220 .
MT LNHU 3005 E18UN 18.0 1411 1.181 857 220 .
MT LNHU 3005 E16UN 16.0 1.588 1.181 657 220 o
MT LNHU 3005 E14UN 14.0 1814 1.181 657 220 L]
MT LNHU 3005 E12UN 12.0 2117 1.181 657 220 o
MT LNHU 3005 E10UN 10.0 2.540 1.181 657 220 o
MT LNHU 3005 ES8UN 8.0 3175 1.181 657 220 .
MT LNHU 3005 E6UN 6.0 4233 1.181 857 220 .
MT LNHU 4006 E16UN 16.0 1.588 1575 819 252 o
MT LNHU 4006 E14UN 14.0 1.814 1,575 819 252 .
MT LNHU 4006 E12UN 12.0 2117 1.575 819 252 o
MT LNHU 4006 E10UN 10.0 2.540 1.575 819 252 L]
MT LNHU 4006 ES8UN 8.0 3175 1,575 819 252 .
MT LNHU 4006 E6UN 6.0 4233 1.575 819 252 [

e For cutting speed recommendations, see page 299

e For user guide, see pages 279-297

() Threads per inch

@) Thread pitch

Tools: MTE D e MTE D(Multi Insert) « MTE D-C ® MTE-MM e MTF D(Shell Mil) ¢ MTFLE
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kL FIFEAL - "E MTLNHU  MT LNHT
MT LNH#-W Tf
External & Internal Whitworth
(BSW, BSF, BSP) Full Profile wi e @
Thread Milling Inserts for ‘ :
Fittings and Pipe Couplings T’ sl
™ LI M E T R | C
‘/}‘\‘G\/ Dimensions
55~ RE=0.137TP
SCREW
3
Designation TPIO INSL w1 S1 TP@ 3
MT LNHT 1202 19W 19.0 12.00 6.50 2.90 1.337 .
MT LNHU 1403 24W 24.0 14.00 7.90 3.20 1.058 °
MT LNHU 1403 20W 20.0 14.00 7.90 3.20 1.270 °
MT LNHU 1403 19W 19.0 14.00 7.90 3.20 1.337 (]
MT LNHU 1403 16W 16.0 14.00 7.90 3.20 1.588 °
MT LNHU 1403 14W 14.0 14.00 7.90 3.20 1.814 °
MT LNHU 2104 20W 20.0 21.00 12.60 4.80 1.270 o
MT LNHU 2104 19W 19.0 21.00 12.60 4.80 1.337 o
MT LNHU 2104 16W 16.0 21.00 12.60 480 1.588 °
MT LNHU 2104 14W 14.0 21.00 12.60 4.80 1.814 .
MT LNHU 2104 11W 11.0 21.00 12.60 4.80 2.309 °
MT LNHU 3005 16W 16.0 30.00 16.70 5.60 1.588 °
MT LNHU 3005 14W 14.0 30.00 16.70 5.60 1.814 (]
MT LNHU 3005 11W 11.0 30.00 16.70 5.60 2.309 °
MT LNHU 4006 11W 11.0 40.00 20.80 6.40 2.309 °
MT LNHU 4006 8W 8.0 40.00 20.80 6.40 3.175 °
¢ Internal tolerance: ISO 228-1 - medium class
e External tolerance: ISO 228-1 - medium class
e For cutting speed recommendations, see page 299
e For user guide, see pages 279-297
() Threads per inch
@ Thread pitch
Tools: MTE D e MTE D(Multi Insert) ® MTE D-C ® MTE-MM e MTF D(Shell Mil) ¢ MTFLE
= NUj | N C H
%f Dimensions
55" RE=0.137TP
SCREW
3
Designation TPIM INSL w1 S1 TP mm@ 3
MT LNHT 1202 19W 19.0 472 256 114 1.337 o
MT LNHU 1403 24W 24.0 551 31 126 1.058 o
MT LNHU 1403 20W 20.0 .551 31 126 1.270 o
MT LNHU 1403 19W 19.0 551 31 126 1.337 L]
MT LNHU 1403 16W 16.0 .551 31 126 1.588 o
MT LNHU 1403 14W 14.0 551 31 126 1.814 °
MT LNHU 2104 20W 20.0 827 496 189 1.270 °
MT LNHU 2104 19W 19.0 827 496 189 1.337 °
MT LNHU 2104 16W 16.0 827 496 189 1.588 o
MT LNHU 2104 14W 14.0 827 496 189 1.814 °
MT LNHU 2104 11W 11.0 827 496 189 2.309 °
MT LNHU 3005 16W 16.0 1.181 657 220 1.588 L]
MT LNHU 3005 14W 14.0 1.181 657 220 1.814 o
MT LNHU 3005 11W 11.0 1181 657 220 2.309 °
MT LNHU 4006 11W 11.0 1575 819 252 2.309 o
MT LNHU 4006 8W 8.0 1.575 819 252 3.175 °

e |nternal tolerance: ISO 228-1 - medium class

e External tolerance: ISO 228-1 - medium class

e For cutting speed recommendations, see page 299

e For user guide, see pages 279-297

() Threads per inch

@) Thread pitch

Tools: MTE D e MTE D(Multi Insert) ® MTE D-C ® MTE-MM ¢ MTF D(Shell Mill) ¢ MTFLE

ISCAR




MILLT MREAL P

1 %
O

MT LNHT-NPT

External and Internal NPT Full
Profile Thread Milling Inserts for
Steam, Gas and Water Pipes

Dimensions
S

Designation TPIO INSL W1 S1 TP@ <]
MT LNHT 1202 18NPT 18.0 12.00 6.50 2.90 1.411 .
MT LNHT 1403 18NPT 18.0 14.00 7.90 320 1.411 .
MT LNHT 1403 14NPT 14.0 14.00 7.90 3.20 1.814 o
MT LNHT 2104 14NPT 14.0 21.00 12.60 4.80 1.814 .
MT LNHT 2104 11.5NPT 1.5 21.00 12.60 4.80 2.209 .
MT LNHT 3005 11.5NPT 11.5 30.00 16.70 5.60 2.209 o
MT LNHT 3005 S8NPT 8.0 30.00 16.70 5.60 3.175 .
MT LNHT 4006 11.5NPT 115 40.00 20.80 6.40 2.209 .
MT LNHT 4006 8NPT 8.0 40.00 20.80 6.40 3175 °

Internal tolerance: ANSI/ASME B1.20.1 - Standard NPT

External tolerance: ANSI/ASME B1.20.1 - Standard NPT

e For cutting speed recommendations, see page 299

e For user guide, see pages 279-297

() Threads per inch

@) Thread pitch

Tools: MTE D  MTE D(Multi Insert) « MTE D-C ® MTE-MM e MTF D(Shell Mill) e MTFLE

| N C H
Dimensions
Tapeﬂ 165&;“’
3

Designation TPIO INSL w1 S1 TP mm@ ©
MT LNHT 1202 18NPT 18.0 AT2 256 114 1.411 .
MT LNHT 1403 18NPT 18.0 551 311 126 1.411 .
MT LNHT 1403 14NPT 14.0 551 31 126 1.814 .
MT LNHT 2104 14NPT 14.0 827 496 189 1.814 o
MT LNHT 2104 11.5NPT 115 827 496 189 2.209 L]
MT LNHT 3005 11.5NPT 11.5 1.181 857 220 2.209 o
MT LNHT 3005 8NPT 8.0 1.181 857 220 3.175 o
MT LNHT 4006 11.5NPT 1.5 1.575 819 252 2.209 (]
MT LNHT 4006 8NPT 8.0 1.575 819 252 3.175 [

Internal tolerance: ANSI/ASME B1.20.1 - Standard NPT

External tolerance: ANSI/ASME B1.20.1 - Standard NPT

e For cutting speed recommendations, see page 299

* For user guide, see pages 279-297

() Threads per inch

@) Thread pitch

Tools: MTE D e MTE D(Multi Insert) ¢ MTE D-C ® MTE-MM e MTF D(Shell Mill) ¢ MTFLE

Member IMC Group
|
L 4 11]




WLl FMTAEAL TP

1 %
O

MT LNHT-NPTF

External and Internal NPTF Full
Profile Thread Milling Inserts for
Steam, Gas and Water Pipes

Dimensions
S

Designation TPI INSL w1 S1 TP@ <]
MT LNHT 1202 18NPTF 18.0 12.00 6.50 2.90 1.411 .
MT LNHT 1403 18NPTF 18.0 14.00 7.90 320 1.411 .
MT LNHT 1403 14NPTF 14.0 14.00 7.90 3.20 1.814 o
MT LNHT 2104 14NPTF 14.0 21.00 12.60 4.80 1.814 °
MT LNHT 2104 11.5NPTF 1.5 21.00 12.60 4.80 2.209 .
MT LNHT 3005 11.5NPTF 11.5 30.00 16.70 5.60 2.209 o
MT LNHT 3005 8NPTF 8.0 30.00 16.70 5.60 3.175 .
MT LNHT 4006 11.5NPTF 1.5 40.00 20.80 6.40 2.209 .
MT LNHT 4006 SNPTF 8.0 40.00 20.80 6.40 3175 °

Internal tolerance: ANSI/ASME B1.20.3 - Standard NPTF

External tolerance: ANSI/ASME B1.20.3 - Standard NPTF

e For cutting speed recommendations, see page 299

e For user guide, see pages 279-297

() Threads per inch

@) Thread pitch

Tools: MTE D e MTE D(Multi Insert) ® MTE D-C ® MTE-MM e MTF D(Shell Mill) e MTFLE

| N C H
Dimensions
S

Designation TPI INSL W1 S1 TP mm@ e
MT LNHT 1202 18NPTF 18.0 AT72 256 114 1.411 .
MT LNHT 1403 18NPTF 18.0 551 311 126 1.411 .
MT LNHT 1403 14NPTF 14.0 .55l 311 126 1.814 o
MT LNHT 2104 14NPTF 14.0 827 496 189 1.814 o
MT LNHT 2104 11.5NPTF 1.5 827 496 189 2.209 .
MT LNHT 3005 11.5NPTF 11.5 1.181 857 220 2.209 o
MT LNHT 3005 8NPTF 8.0 1.181 657 220 3.175 o
MT LNHT 4006 11.5NPTF 115 1.575 819 252 2.209 .
MT LNHT 4006 SNPTF 8.0 1.575 819 252 3175 o

Internal tolerance: ANSI/ASME B1.20.3 - Standard NPTF

External tolerance: ANSI/ASME B1.20.3 - Standard NPTF

e For cutting speed recommendations, see page 299

e For user guide, see pages 279-297

() Threads per inch

@) Thread pitch

Tools: MTE D  MTE D(Multi Insert) ® MTE D-C ® MTE-MM e MTF D(Shell Mill) ¢ MTFLE
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Wikl MTAEAL TP

1 %
O

MT LNHT-BSPT
External and Internal
Thread Milling Inserts
for BSPT Full Profile

poe
Dimensions
2

Designation TPIO INSL W1 S1 TP@ <]
MT LNHT 1202 19BSPT 19.0 12.00 6.50 2.90 1.337 °
MT LNHT 1403 19BSPT 19.0 14.00 7.90 3.20 1.337 .
MT LNHT 1403 14BSPT 14.0 14.00 7.90 3.20 1.814 .
MT LNHT 2104 14BSPT 14.0 21.00 12.60 4.80 1.814 °
MT LNHT 2104 11BSPT 1.0 21.00 12.60 4.80 2.309 .
MT LNHT 3005 11BSPT 11.0 30.00 16.70 5.60 2.309 L]
MT LNHT 4006 11BSPT 1.0 40.00 20.80 6.40 2.309 .

Internal tolerance: ISO 7-1, EN 10226 (1&2) - Standard BSPT

External tolerance: ISO 7-1, EN 10226 (1&2) - Standard BSPT

e For cutting speed recommendations, see page 299

® For user guide, see pages 279-297

() Threads per inch

@ Thread pitch

Tools: MTE D e MTE D(Multi Insert) ® MTE D-C © MTE-MM e MTF D(Shell Mill) ® MTFLE

| N C H
Dimensions
&

Designation TPIM INSL w1 St TP mm@ ]
MT LNHT 1202 19BSPT 19.0 AT2 256 114 1.337 .
MT LNHT 1403 19BSPT 19.0 551 311 126 1.337 .
MT LNHT 1403 14BSPT 14.0 551 31 126 1.814 .
MT LNHT 2104 14BSPT 14.0 827 496 189 1.814 °
MT LNHT 2104 11BSPT 1.0 827 496 189 2.309 .
MT LNHT 3005 11BSPT 1.0 1.181 657 220 2.309 .
MT LNHT 4006 11BSPT 1.0 1.575 819 252 2.309 .

Internal tolerance: ISO 7-1, EN 10226 (1&2) - Standard BSPT

External tolerance: ISO 7-1, EN 10226 (1&2) - Standard BSPT

e For cutting speed recommendations, see page 299

e For user guide, see pages 279-297

() Threads per inch

(@ Thread pitch

Tools: MTE D e MTE D(Multi Insert) ¢ MTE D-C ® MTE-MM e MTF D(Shell Mill) ¢ MTFLE

Member IMC Group
|
L 4 11]




WLl FMTAEAL TP MT LNHU  MT LNHT

MT LNH#-NPSF
External and Internal NPSF Full

Profile Thread Milling Inserts

Dimensions
S

Designation TPI INSL w1 S1 TP@ <]
MT LNHT 1202 18NPSF 18.0 12.00 6.50 2.90 1.411 .
MT LNHU 1403 18NPSF 18.0 14.00 7.90 320 1.411 .
MT LNHU 1403 14NPSF 14.0 14.00 7.90 320 1.814 .
MT LNHU 2104 14NPSF 14.0 21.00 12.60 4.75 1.814 .
MT LNHU 2104 11.5NPSF 1.5 21.00 12.60 4.75 2.209 .
MT LNHU 3005 11.5NPSF 11.5 30.00 16.70 5.60 2.209 o
MT LNHU 3005 8NPSF 8.0 30.00 16.70 5.60 3.175 o
MT LNHU 4006 11.5NPSF 1.5 40.00 20.80 6.35 2.209 .
MT LNHU 4006 8NPSF 8.0 40.00 20.80 6.35 3.175 °

* ANSI/ASME B1.20.1 - internal & external tolerance: Standard NPS

* The same insert for external & internal threading

e For cutting speed recommendations, see page 299

e For user guide, see pages 279-297

() Threads per inch

@) Thread pitch

Tools: MTE D e MTE D(Multi Insert) ® MTE D-C ® MTE-MM e MTF D(Shell Mill) e MTFLE

| N C H
Dimensions
2

Designation TPIM INSL w1 S1 TP mm@ ©
MT LNHT 1202 18NPSF 18.0 A72 256 114 1.411 .
MT LNHU 1403 18NPSF 18.0 551 311 126 1.411 .
MT LNHU 1403 14NPSF 14.0 551 311 126 1.814 o
MT LNHU 2104 14NPSF 14.0 827 496 187 1.814 .
MT LNHU 2104 11.5NPSF 115 827 496 187 2.209 .
MT LNHU 3005 11.5NPSF 115 1.181 657 220 2.209 o
MT LNHU 3005 8NPSF 8.0 1.181 657 220 3175 .
MT LNHU 4006 11.5NPSF 1.5 1.575 819 250 2.209 .
MT LNHU 4006 8NPSF 8.0 1.575 819 250 3.175 .

e ANSI/ASME B1.20.1 - internal & external tolerance: Standard NPS

* The same insert for external & internal threading

e For cutting speed recommendations, see page 299

e For user guide, see pages 279-297

() Threads per inch

@ Thread pitch

Tools: MTE D e MTE D(Multi Insert) ® MTE D-C ® MTE-MM e MTF D(Shell Mill) ® MTFLE
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Wikl MTAEAL

MT LNHT-ABUT

External & Internal Single-Sided
American Buttress

Thread Milling Inserts

\47;
v

Dimensions
g

Designation TPI@ INSL W1 S1 TP® <]
MT LNHT 2104 16ABUT 16.0 21.00 12.00 4.70 1.588 o
MT LNHT 2104 12ABUT 12.0 21.00 12.00 470 2117 °
MT LNHT 2104 10ABUT 10.0 21.00 12.00 4.70 2.540 °
MT LNHT 2104 8ABUT 8.0 21.00 12.00 470 3.175 L]
MT LNHT 3005 16ABUT 16.0 30.00 16.70 5.60 1.588 °
MT LNHT 3005 12ABUT 12.0 30.00 16.70 5.60 2117 °
MT LNHT 3005 10ABUT 10.0 30.00 16.70 5.60 2.540 o
MT LNHT 3005 8ABUT 8.0 30.00 16.70 5.60 3.175 °
MT LNHT 3005 6ABUT 6.0 30.00 16.70 5.60 4.233 °
MT LNHT 3005 4ABUT (1 4.0 30.00 16.70 5.60 6.350 °
MT LNHT 4006 4ABUT 4.0 40.00 20.00 6.30 6.350 [

Internal tolerance: ANSI/ASME B1.9 - Class 2B

External tolerance: ANSI/ASME B1.9 - Class 2A

e For cutting speed recommendations, see page 299

e For user guide, see pages 279-297

() Due to deep thread profile, the tool should be modified

(2 Threads per inch

@) Thread pitch

Tools: MTE D e MTE D(Multi Insert) ® MTE D-C ® MTE-MM e MTF D(Shell Mill) ® MTFLE

| N C H
Dimensions
S

Designation TPI®) INSL W1 St TP mm®@ Q
MT LNHT 2104 16ABUT 16.0 827 472 .185 1.588 °
MT LNHT 2104 12ABUT 12.0 827 472 .185 2117 o
MT LNHT 2104 10ABUT 10.0 827 AT2 .185 2.540 o
MT LNHT 2104 8ABUT 8.0 827 472 .185 3.175 o
MT LNHT 3005 16ABUT 16.0 1.181 657 220 1.588 °
MT LNHT 3005 12ABUT 12.0 1.181 657 220 2.117 °
MT LNHT 3005 10ABUT 10.0 1.181 657 220 2.540 o
MT LNHT 3005 8ABUT 8.0 1.181 657 220 3.175 °
MT LNHT 3005 6ABUT 6.0 1.181 657 220 4.233 o
MT LNHT 3005 4ABUT (1) 40 1.181 857 220 6.350 °
MT LNHT 4006 4ABUT 4.0 1.575 787 248 6.350 [

Internal tolerance: ANSI/ASME B1.9 - Class 2B

External tolerance: ANSI/ASME B1.9 - Class 2A

e For cutting speed recommendations, see page 299

e For user guide, see pages 279-297

) Due to deep thread profile, the tool should be modified

(2 Threads per inch

@) Thread pitch

Tools: MTE D e MTE D(Multi Insert) ® MTE D-C ® MTE-MM e MTF D(Shell Mill) ¢ MTFLE

Member IMC Group
|
L 4 11]




WLl FMTAEAL MT LNHU MT LNHT

MT LNH#-ACME (Internal)
Internal ACME Profile Thread

Milling Inserts for Feed Screws

ANSI/ASME B1.5

Dimensions
3

Designation TPIO INSL w1 S1 TP@ 3
MT LNHU 2104 112ACME 12.0 21.00 12.00 470 2117 °
MT LNHU 2104 I110ACME 10.0 21.00 12.00 470 2.540 .
MT LNHU 3005 112ACME 12.0 30.00 16.70 5.60 2117 .
MT LNHU 3005 I10ACME 10.0 30.00 16.70 5.60 2.540 .
MT LNHU 3005 ISBACME 8.0 30.00 16.70 5.60 3175 .
MT LNHU 3005 I6ACME 6.0 30.00 16.70 5.60 4.233 .
MT LNHU 3005 ISACME 5.0 30.00 16.70 5.60 5.080 o
MT LNHU 3005 I4ACME 4.0 30.00 16.70 5.60 6.350 .
MT LNHU 4006 I4ACME 4.0 40.00 20.00 6.30 6.350 .
MT LNHT 4006 I13.5ACME 3.5 40.00 20.00 6.30 7.257 .

e For cutting speed recommendations, see page 299

e For user guide, see pages 279-297

() Threads per inch

@ Thread pitch

Tools: MTE D e MTE D(Multi Insert) ¢ MTE D-C © MTE-MM e MTF D(Shell Mill)

| N C H
Dimensions
3

Designation TPIV INSL w1 S1 TP mm®@ 3
MT LNHU 2104 112ACME 12.0 827 472 185 2117 °
MT LNHU 2104 110ACME 10.0 827 A72 185 2.540 .
MT LNHU 3005 112ACME 12.0 1.181 657 220 2117 .
MT LNHU 3005 I10ACME 10.0 1.181 657 220 2.540 (]
MT LNHU 3005 ISBACME 8.0 1.181 657 220 3175 .
MT LNHU 3005 I6ACME 6.0 1.181 657 .220 4.233 o
MT LNHU 3005 ISACME 5.0 1.181 657 220 5.080 [
MT LNHU 3005 I4ACME 4.0 1.181 657 220 6.350 .
MT LNHU 4006 I4ACME 4.0 {1675 787 248 6.350 .
MT LNHT 4006 13.5ACME 3.5 1.575 787 248 7.257 .

* For cutting speed recommendations, see page 299

e For user guide, see pages 279-297

() Threads per inch

@ Thread pitch

Tools: MTE D e MTE D(Multi Insert) ® MTE D-C ® MTE-MM e MTF D(Shell Mill)
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Wikl MTAEAL

MTH-ISO (external)
Helical Thread Milling Inserts for
ISO Metric External Threading

DIN13, SO 68-1,
1S0 965 (182)

Dimensions
3

Designation PO INSL w1 st 3
MTH 23 E 1.0 ISO 1.000 27.00 8.00 3.50 o
MTH 23 E 1.5 ISO 1.500 27.00 8.00 3.50 .
MTH 32 E 1.5 ISO 1.500 32.00 9.00 4.00 °
MTH 45 E 1.5 ISO 1.500 37.00 11.90 5.00 o
MTH 23 E 2.0 ISO 2.000 27.00 8.00 3.50 .
MTH 32 E 2.0 ISO 2.000 32.00 9.00 4.00 °
MTH 45 E 2.0 ISO 2.000 37.00 11.90 5.00 o
MTH 23 E 3.0 ISO 3.000 27.00 8.00 3.50 .
MTH 32 E 3.0 ISO 3.000 32.00 9.00 4.00 °
MTH 32 E 4.0 ISO 4.000 32.00 9.00 4.00 .

e For cutting speed recommendations, seepage 299

® For user guide, see pages 279-297

() Thread pitch

Tools: MTSRH (endmills) ¢ MTSRH (helical shell mill)

| N C H
Dimensions
3

Designation TP mm( INSL W1 st 3
MTH 23 E 1.0 ISO 1.000 1.063 315 138 .
MTH 23 E 1.5 ISO 1.500 1.063 315 138 [
MTH 32 E 1.5 ISO 1.500 1.260 354 157 o
MTH 45 E 1.5 ISO 1.500 1.457 469 197 .
MTH 23 E 2.0 ISO 2.000 1.063 315 138 °
MTH 32 E 2.0 ISO 2.000 1.260 354 157 .
MTH 45 E 2.0 ISO 2.000 1.457 469 197 [
MTH 23 E 3.0 ISO 3.000 1.063 315 138 o
MTH 32 E 3.0 ISO 3.000 1.260 354 157 .
MTH 32 E 4.0 ISO 4.000 1.260 354 157 .

e For cutting speed recommendations, see page 299
e For user guide, see pages 279-297

) Thread pitch

Tools: MTSRH (endmills) ® MTSRH (helical shell mill)

Member IMC Group
|
L 4 11]




WLl FMTAEAL

MTH-ISO (internal)
Helical Thread Milling Inserts for
ISO Metric Internal Threading

DIN13, SO 68-1,
1S0 965 (182)

Dimensions

=3
Designation TP INSL W1 S1 THID®@ 3
MTH 231 1.0 ISO 1.000 27.00 8.00 3.50 =>M26 o
MTH 321 1.0 ISO 1.000 32.00 9.00 4.00 =>M34 °
MTH 231 1.5 ISO 1.500 27.00 8.00 3.50 =>M27 °
MTH 321 1.5 ISO 1.500 32.00 9.00 4.00 =>M_35 o
MTH 451 1.5 ISO 1.500 37.00 11.90 5.00 =>M50 o
MTH 631 1.5 ISO 1.500 38.00 11.90 5.00 =>M70 o
MTH 231 2.0 ISO 2.000 27.00 8.00 3.50 =>M28 °
MTH 321 2.0 ISO 2.000 32.00 9.00 4.00 =>M36 .
MTH 45 | 2.0 ISO 2.000 37.00 11.90 5.00 =>M50 o
MTH 631 2.0 ISO 2.000 38.00 11.90 5.00 =>M70 o
MTH 23 1 3.0 ISO 3.000 27.00 8.00 3.50 =>M30 .
MTH 321 3.0 ISO 3.000 32.00 9.00 4.00 =>M38 o
MTH 451 3.0 ISO 3.000 37.00 11.90 5.00 =>M56 o
MTH 63 1 3.0 ISO 3.000 38.00 11.90 5.00 =>M75 o
MTH 231 3.5 ISO 3.500 27.00 8.00 3.50 =>M33 o
MTH 321 3.5 ISO 3.500 32.00 9.00 4.00 o
MTH 451 3.5 ISO 3.500 37.00 11.90 5.00 - .
MTH 23 1 4.0 ISO 4.000 27.00 8.00 3.50 =>M36 o
MTH 321 4.0 ISO 4.000 32.00 9.00 4.00 =>M40 o
MTH 45 1 4.0 ISO 4.000 37.00 11.90 5.00 =>M56 o
MTH 63 | 4.0 ISO 4.000 38.00 11.90 5.00 =>M75 o
MTH 321 4.5 ISO 4.500 32.00 9.00 4.00 =>M42 °
MTH 451 4.5 ISO 4.500 37.00 11.90 5.00 - .
MTH 321 5.0 ISO 5.000 32.00 9.00 4.00 =>M48 °
MTH 451 5.0 ISO 5.000 37.00 11.90 5.00 - °
MTH 45 1 5.5 ISO 5.500 37.00 11.90 5.00 =>M56 o
MTH 451 6.0 ISO 6.000 37.00 11.90 5.00 =>M64 °
MTH 63 1 6.0 ISO 6.000 38.00 11.90 5.00 =>M78 o

* For cutting speed recommendations, see page 299
* For user guide, see pages 279-297

() Thread pitch

@) |nternal thread designation

Tools: MTSRH (endmills) ® MTSRH (helical shell mill)
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Wikl MTAEAL

MTH-ISO (internal)
Helical Thread Milling Inserts for
ISO Metric Internal Threading

DIN13, SO 68-1,
1SO 965 (182)

Dimensions

=3
Designation TP mm() INSL W1 S1 THID®@ 3
MTH 231 1.0 ISO 1.000 1.063 315 138 =>M26 .
MTH 321 1.0 ISO 1.000 1.260 354 157 =>M34 .
MTH 231 1.5 ISO 1.500 1.063 315 138 =>M27 o
MTH 321 1.5 ISO 1.500 1.260 354 157 =>M35 .
MTH 451 1.5 ISO 1.500 1.457 469 197 =>M50 o
MTH 631 1.5 ISO 1.500 1.496 469 197 =>M70 o
MTH 231 2.0 ISO 2.000 1.063 315 138 =>M28 [
MTH 321 2.0 ISO 2.000 1.260 354 167 =>M36 o
MTH 45 1 2.0 ISO 2.000 1.457 469 197 =>M50 o
MTH 63 1 2.0 ISO 2.000 1.496 469 197 =>M70 .
MTH 23 1 3.0 ISO 3.000 1.063 315 138 =>M30 .
MTH 321 3.0 ISO 3.000 1.260 .354 157 =>M38 o
MTH 451 3.0 ISO 3.000 1.457 469 197 =>M56 L]
MTH 63 1 3.0 ISO 3.000 1.496 469 197 =>M75 o
MTH 231 3.5 ISO 3.500 1.063 315 138 =>M33 o
MTH 321 3.5 ISO 3.500 1.260 354 157 .
MTH 451 3.5 ISO 3.500 1.457 469 197 - .
MTH 231 4.0 ISO 4.000 1.063 315 138 =>M36 o
MTH 321 4.0 ISO 4.000 1.260 354 157 =>M40 .
MTH 45 1 4.0 ISO 4.000 1.457 469 197 =>M56 o
MTH 63 | 4.0 ISO 4.000 1.496 469 197 =>M75 o
MTH 321 4.5 ISO 4.500 1.260 354 157 =>M42 .
MTH 45 1 4.5 ISO 4.500 1.457 469 197 - °
MTH 321 5.0 ISO 5.000 1.260 .354 157 =>M48 o
MTH 451 5.0 ISO 5.000 1.457 469 197 - .
MTH 451 5.5 ISO 5.500 1.457 469 197 =>M56 o
MTH 451 6.0 ISO 6.000 1.457 469 197 =>M64 o
MTH 63 1 6.0 ISO 6.000 1.496 469 197 =>M78 o

e For cutting speed recommendations, see page 299
® For user guide, see pages 279-297

() Thread pitch

@) |nternal thread designation

Tools: MTSRH (endmills) ® MTSRH (helical shell mill)

Member IMC Group
|
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WLl FMTAEAL

MTH-UN (external)
Helical Thread Milling Inserts
for American Full Profile
External Threading. Intended
for General Applications

2A
ANSI/ASME B1.1

Dimensions
3

Designation TPIO) INSL w1 st 3
MTH 23 E 20 UN 20.0 27.00 8.00 3.50 °
MTH 23 E 18 UN 18.0 27.00 8.00 3.50 .
MTH 23 E 16 UN 16.0 27.00 8.00 3.50 °
MTH 23 E 14 UN 14.0 27.00 8.00 3.50 [
MTH 23 E 12 UN 12.0 27.00 8.00 3.50 .
MTH 23 E 10 UN 10.0 27.00 8.00 3.50 .
MTH 23 E 8 UN 8.0 27.00 8.00 3.50 o
MTH 23 E 7 UN 7.0 27.00 8.00 3.50 .
MTH 32 E 24 UN 24.0 32.00 9.00 4.00 °
MTH 32 E 20 UN 20.0 32.00 9.00 4.00 .
MTH 32 E 18 UN 18.0 32.00 9.00 4.00 .
MTH 32 E 16 UN 16.0 32.00 9.00 4.00 °
MTH 32 E 12 UN 12.0 32.00 9.00 4.00 .
MTH 32 E 8 UN 8.0 32.00 9.00 4.00 .
MTH 32 E 6 UN 6.0 32.00 9.00 4.00 °

e Used for UN, UNC, UNF, UNEF and UNS thread profiles

® For cutting speed recommendations, see page 299

e For user guide, see pages 279-297

() Threads per inch

Tools: MTSRH (endmills) ® MTSRH (helical shell mill)

| N C H
Dimensions
3

Designation TPIO) INSL w1 St 3
MTH 23 E 20 UN 20.0 1.063 315 138 .
MTH 23 E 18 UN 18.0 1.063 315 138 .
MTH 23 E 16 UN 16.0 1.063 315 .138 °
MTH 23 E 14 UN 14.0 1.063 315 138 °
MTH 23 E 12 UN 12.0 1.063 315 138 .
MTH 23 E 10 UN 10.0 1.063 315 138 .
MTH 23 E 8 UN 8.0 1.063 315 .138 .
MTH 23 E 7 UN 7.0 1.063 315 138 .
MTH 32 E 24 UN 24.0 1.260 354 157 °
MTH 32 E 20 UN 20.0 1.260 354 157 (]
MTH 32 E 18 UN 18.0 1.260 354 157 .
MTH 32 E 16 UN 16.0 1.260 354 157 °
MTH 32 E 12 UN 12.0 1.260 354 157 °
MTH 32 E 8 UN 8.0 1.260 354 157 .
MTH 32 E 6 UN 6.0 1.260 364 157 °

e Used for UN, UNC, UNF, UNEF and UNS thread profiles
® For cutting speed recommendations, see page 299

* For user guide, see pages 279-297

() Threads per inch

Tools: MTSRH (endmills) ® MTSRH (helical shell mill)
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Wikl MTAEAL

MTH-W (int. & ext.)
External & Internal Whitworth
(BSW, BSF, BSP) Helical
Thread Milling Inserts for
Fittings and Pipe Couplings

Dimensions
RE=0.137TP
SCREW
3

Designation TPIO INSL W1 S1 THID®@ THOD® TP® 3
MTH 23 14 W 14.0 27.00 8.00 3.50 =>G7/8" >G1/2" 1.814 o
MTH 23 11 W 11.0 27.00 8.00 3.50 =>G1" >G1" 2.309 o
MTH 32 14 W 14.0 32.00 9.00 4.00 - =>G1/2" 1.814 o
MTH 32 11 W 11.0 32.00 9.00 4.00 =>G1_1/8" >G1" 2.309 °
MTH 45 11 W 11.0 37.00 11.90 5.00 =>G1_8/4" >G1" 2.309 o
MTH 63 11 W 11.0 38.00 11.90 5.00 =>G2_1/2" >G1" 2.309 [

Internal tolerance: ISO 228-1 - medium class

External tolerance: ISO 228-1 - medium class

e For cutting speed recommendations, see page 299

e For user guide, see pages 279-297

() Threads per inch

@) |nternal thread designation

@) External thread designation

) Thread pitch

Tools: MTSRH (endmills) ® MTSRH (helical shell mill)

Dimensions
RE=0.137TP
SCREW
3

Designation TPIC INSL w1 S1 THID®@ THOD® TP mm® 3
MTH 23 14 W 14.0 1.063 315 138 =>G7/8" >G1/2" 1.814 o
MTH 23 11 W 11.0 1.063 315 138 =>G1" >G1" 2.309 o
MTH 32 14 W 14.0 1.260 354 157 - =G1/2" 1.814 o
MTH32 11 W 11.0 1.260 354 157 =>G1_1/8" >G1" 2.309 .
MTH 45 11 W 11.0 1.457 469 197 =>G1_8/4" >G1" 2.309 o
MTH 63 11 W 11.0 1.496 469 197 =>G2_1/2" >G1" 2.309 [

Internal tolerance: ISO 228-1 - medium class
External tolerance: ISO 228-1 - medium class

e For cutting speed recommendations, see page 299
e For user guide, see pages 279-297

() Threads per inch

@) |nternal thread designation

@) External thread designation

) Thread pitch

Tools: MTSRH (endmills) ® MTSRH (helical shell mill)

Member IMC Group
|
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ISCARGiii .
MTH-F Wi %
Helical Long Edge .
Finishing Inserts < INSL—
~r
7S1
T R |
Dimensions
=3
Designation INSL w1 S RE 3
MTH 23F R0.2 27.00 8.00 3.50 0.20 o
MTH 23F R0.5 27.00 8.00 350 0.50 .
MTH 23F R1.0 27.00 8.00 3.50 1.00 o
MTH 32F R0.2 32.00 9.00 4.00 0.20 .
MTH 32F R0.5 32.00 9.00 4.00 0.50 °
MTH 32F R1.0 32.00 9.00 4,00 1.00 o
MTH 45F R0.2 37.00 11.90 5.00 0.20 o
MTH 45F R0.5 37.00 11.90 5.00 0.50 o
MTH 45F R1.0 37.00 11.90 5.00 1.00 o
MTH 45F R1.5 37.00 11.90 5.00 1.50 .
MTH 45F R2.0 37.00 11.90 5.00 2.00 .
MTH 63F R0.2 38.00 11.90 5.00 0.20 o
MTH 63F R0.5 38.00 11.90 5.00 0.50 o
MTH 63F R1.0 38.00 11.90 5.00 1.00 o
MTH 63F R1.5 38.00 11.90 5.00 1.50 o
MTH 63F R2.0 38.00 11.90 5.00 2.00 o
Tools: MTSRH (endmills) ® MTSRH (helical shell mill)
N C H
Dimensions
S
Designation INSL W1 s RE 3
MTH 23F R0.2 1.063 315 138 .0080 °
MTH 23F R0.5 1.063 315 138 .0200 °
MTH 23F R1.0 1.063 315 138 .0394 o
MTH 32F R0.2 1.260 .354 157 .0080 o
MTH 32F R0.5 1.260 .354 157 .0200 o
MTH 32F R1.0 1.260 354 157 0394 .
MTH 45F R0.2 1.457 469 197 .0080 [
MTH 45F R0.5 1.457 469 197 .0200 o
MTH 45F R1.0 1.457 469 197 .039%4 ()
MTH 45F R1.5 1.457 469 197 .0590 o
MTH 45F R2.0 1.457 469 197 .0790 o
MTH 63F RO.2 1.496 469 197 .0080 .
MTH 63F R0.5 1.496 469 197 .0200 o
MTH 63F R1.0 1.496 469 197 .0394 o
MTH 63F R1.5 1.496 469 197 .0590 o
MTH 63F R2.0 1.496 469 197 0790 .

Tools: MTSRH (endmills) © MTSRH (helical shell mill)

ISCAR




Wikl FIFEAL
MTSR M.I. S.P.

for Single Point Inserts

Indexable Multi-Insert Threading T T
Endmills with Weldon Shanks DC . ‘ DCONMS @ r
v

! OAL-

Designation DC PDX NOF" DCONMS  OAL Shank®@ Shank m.® Insert % @ ?
MTSR 0023 Q11 23.50 1.0 3 20.00 190.00 W S MT3 11..D 0.41 SR M2.6-L6.7-S11 T-8/5
MTSR 0031 R16 31.00 1.8 3 25.00 225.00 W S MT3 16..D 0.76 SR 5-40-19.7-S16S

* Minimum bore should be one-third larger than D
® For user guide, see pages 279-297

() Number of flutes

2 W-Weldon

B S-Steel shanks

Inserts: MT3-55D e MT3-60D

Designation DC PDY cicT® DCONMS OAL Insert &
MTSR 0925 Q11 .925 .04 3 .750 7.500 MT3 11..D .87
MTSR 1220 R16 1.220 .07 3 1.000 8.860 MT316.D 0

* Minimum bore should be one-third larger than D

® For user guide, see pages 279-297

() Number of inserts

Inserts: MT3-55D e MT3-60D

Wikl NTAEAL

for Single Point U-Type Inserts

LU

MTSR M.IL. S.P.-U f A
Indexable Multi-Insert Threading DG . BEENE
Endmills with Weldon Shanks L

OAL

Designation DC PDX NOF® DCONMS LU OAL  Shank® Shank m.® Insert & & ?
MTSR 0023 M11U 2300 50 3 25.00 88.0 150.00 w S MT3 11U.D 032  SRM2.6-L6.7-S11 T-8/5
MTSR 0035 R16U 3650 7.6 4 32.00 155.0 220.00 W S MT3 16U..D 0.95 SR 5-40-L9.7-S16S

* Minimum bore should be one-third larger than D
® For user guide, see pages 279-297

() Number of flutes

) W-Weldon

3 S-Steel shanks

Inserts: MT3-U55D ¢ MT3-U60D

Designation DC PDY clcT DCONMS LU OAL Insert &
MTSR 0580 M11U 580 .20 1 625 2.16 5.900 MT3 11U.D .36

MTSR 0810 M11U 810 .20 2 1.000 2.56 5.900 MT311U.D Al
MTSR 0905 M11U 905 .20 3 1.000 3.46 5.900 MT3 11U.D 74
MTSR 1400 R16U 1.400 .30 4 1.250 6.10 8.660 MT3 16U..D 0

* Minimum bore should be one-third larger than D

e For user guide, see pages 279-297

() Number of inserts

Inserts: MT3-U55D ¢ MT3-U60D

Member IMC Group
r r |




WLl FMTAEAL

MTET Single Point | OAL

Indexable Threading Endmills ‘ ¥ —
with Cylindrical Shanks DC RN DCONMS r
for Single Point Inserts @_’J /| —

] . Recommended
LITEUERD Machining Data
B
Designation TPN@ TPX® TPIXY TPIN® DC DCONMS OAL Shank® Shank m.”) Insert CSP® (mm/rev)
MTET D7.0-1-C5C-06 0500 1250 48.00 20.00 7.00 5.00 63.00 C C 06IR/EL 0 0.06 0.05-0.15
MTET D8.8-1-C6C-08 0500 1.750  48.00 14.00 8.0 6.00 100.00 C C 08IR/EL 1 0.06 0.05-0.15
MTET D13.2-1-C10C-11 () 0500 2000 4800 11.00 13.20 10.00 150.00 C C 11IR/EL 1 0.13 0.05-0.15

For user guide, see pages 279-297 e For inserts, refer to ISCAR Turning Lines catalog e Tool cutting diameter should not exceed 2/3 of thread bore diameter
™ For internal threading use internal R.H insert, for external threading use external L.H insert

@ Thread pitch minimum (mm)

®) Thread pitch maximum (mm)

4 Threads per inch maximum

) Threads per inch minimum

(6) C-Cylindrical

(M Shank material C-carbide

(8 0 - Without coolant supply, 1 - With coolant supply

. . Recommended
LIIEETS Machining Data
TPN  TPX & fz
Designation (mm)  (mm) TPIX@ TPIN® DC DCONMS OAL Shank® Shank m.® Insert CSP® (IPR)
MTET D.35-1-C.25C-0: .500 1.750 4800  14.00 .350 .250 4130 C C 08IR/EL 1 13 .0020-.0060
MTET D.50-1-C.38C-11 .500 2.000 4800 11.00 .500 375 6.000 C C 11IR/EL 1 .33 .0020-.0060

For user guide, see pages 279-297 e For inserts, refer to ISCAR Turning Lines catalog e Tool cutting diameter should not exceed 2/3 of thread bore diameter
() For internal threading use internal R.H insert, for external threading use external L.H insert

@ Threads per inch maximum

@) Threads per inch minimum

(4) C-Cylindrical

5) Shank material C-carbide

(6) 0 - Without coolant supply, 1 - With coolant supply

y 7/
Wkl MTAEAL

MT3-55D

55° Partial Profile Laydown
Thread Milling Inserts

for General Industry

Dimensions

RE=0.137TP
SCREW

(=)
o
Designation IC TPIX TPIN® INSL PDX 3
MT3 1155D 6.35 24,00 14.00 11.00 1.0 o
MT3 1655D 9.52 12.00 8.00 16.49 18 [

* B.S.84 -internal & external tolerance: medium class ® For detailed cutting data, see page 299
() Threads per inch maximum

@) Threads per inch minimum

Tools: MTSR M.I. S.P.

Dimensions

RE=0.137TP
SCRE!

[==}
o
Designation IC TPIX® TPIN®@ INSL PDX 3
MT3 1155D 250 24.00 14,00 433 .04 °
MT3 1655D 375 12.00 8.00 649 .07 [

* B.S.84 -internal & external tolerance: medium class ® For detailed cutting data, see page 299
() Threads per inch maximum

(@ Threads per inch minimum

Tools: MTSR M.I. S.P.

ISCAR
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MT3-60D

60° Partial Profile Laydown
Thread Milling Inserts

for General Industry

Dimensions

RE=0.137TP
SCREW TPN.  TPX TPIN.  TPIX_
Designation Ic TPN®  TPX®  DF2®  DF2@  TPIN®  TPIX®  DF2®  DF?®  INSL  PDX

MT3 1160D 6.35 1.000 2.000 0.750 1.500 12.00 24.00 14.00 32.00 11.00 1.0
MT3 1660D 9.52 2.500 3.500 2.000 3.000 7.00 10.00 8.00 12.00 16.49 1.8

e o (|C908

e DIN13, ISO 68-1, ISO 965 (1&2) - Internal tolerance: 6H, External tolerance: 6g ® ANSI/ASME B1.1 - Internal tolerance: 2B, External tolerance: 2A
e For technical information and detailed cutting data, see page 299
() Internal thread pitch minimum

@) |nternal thread pitch maximum

@) External thread pitch minimum

4) External thread pitch maximum

) Internal threads per inch minimum

() Internal threads per inch maximum

(7 External threads per inch minimum

(8 External threads per inch maximum

Tools: MTSR M.I. S.P.

Dimensions

RE=0.137TP
SCREW TPN TPX  TPN.  TPX_ TPIN.  TPIX_
Designation Ic mm®  (mm@  DF2 DF2  TPIN®  TPIX4  DF2 DF2 INSL  PDX

MT3 1160D .250 1.000 2.000 .750 1.500 12.00 24.00 14.00 32.00 433 04
MT3 1660D 375 2.500 3.500 2.000 3.000 7.00 10.00 8.00 12.00 649 07

e o (|C908

e DIN13, ISO 68-1, ISO 965 (1&2) - Internal tolerance: 6H, External tolerance: 6g ® ANSI/ASME B1.1 - Internal tolerance: 2B, External tolerance: 2A
e For technical information and detailed cutting data, see page 299

™) Thread pitch minimum (mm)

@ Thread pitch maximum (mm)

@) Threads per inch minimum

@) Threads per inch maximum

Tools: MTSR M.I. S.P.

Wikl IMTAEAL

MT3-U55D

55° Partial Profile Laydown ‘LL
U-Type Thread Milling Inserts
for General Industry

Dimensions

RE=0.137TP
SCREW

Designation IC TPIX TPIN® INSL PDX

MT3 11U55D 6.35 12.00 7.00 11.00 5.0
MT3 16U55D 9.52 6.00 4.50 16.49 7.6

e o (|C908

B.S.84 - internal & external tolerance: medium class e For detailed cutting data, see page 299
() Threads per inch maximum

@ Threads per inch minimum

Tools: MTSR M.I. S.P.-U

Dimensions
RE=0.137TP
SCREW

Designation IC TPIX® TPIN® INSL PDX

MT3 11U55D 250 12.00 7.00 433 20
MT3 16U55D 375 6.00 4.50 649 30

e e (|C908

B.S.84 - internal & external tolerance: medium class ® For detailed cutting data, see page 299
() Threads per inch maximum

(@ Threads per inch minimum

Tools: MTSR -U (shell mill) ¢ MTSR M.I. S.P.-U
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WLl FMTAEAL

MT3-U60D

60° Partial Profile Laydown
U-Type Thread Milling Inserts
for General Industry

NUT

/>

RE=0.137TP
SCREW

!

b

555

Designation IC

MT3 11U60D 6.35 2.500 4,000 2.000
MT3 16U60D 9.52 4.000 6.000 3.000

Dimensions
TPN_ TPX_ TPIN_ TPIX_ §
TPN( TPX@ DF26@) DF2¢4) TPIN®  TPIX® DF2( DF26@ INSL PDX | ©
3.000 6.00 10.00 8.00 12.00 11.00 5.0 [
5.000 4.00 6.00 5.00 8.00 16.49 7.6 °

* DIN13, ISO 68-1, ISO 965 (1&2) - Internal tolerance: 6H, External tolerance: 6g
e ANSI/ASME B1.1 - Internal tolerance: 2B, External tolerance: 2A
e For technical information and detailed cutting data, see page 299
() Internal thread pitch minimum

@) |nternal thread pitch maximum

@) External thread pitch minimum

4) External thread pitch maximum

) Internal threads per inch minimum

() Internal threads per inch maximum

(7 External threads per inch minimum

(8 External threads per inch maximum

Tools: MTSR M.I. S.P.-U

RE=0.137TP
SCREW

Designation IC

Dimensions

MT3 11U60D 250 2.500 4.000 2.000
MT3 16U60D 375 4.000 6.000 3.000

TPN TPX  TPN.  TPX_ TPIN.  TPIX_ 8
mm)f  (mm@  DF2 DF2  TPIN®  TPIX4  DF2 DF2 INSL PDX | 8
3.000 6.00 10.00 8.00 12.00 433 .20 °
5.000 4.00 6.00 5.00 8.00 .649 .30 °

e DIN13, ISO 68-1, ISO 965 (1&2) - Internal tolerance: 6H, External tolerance: 6g
* ANSI/ASME B1.1 - Internal tolerance: 2B, External tolerance: 2A

e For technical information and detailed cutting data, see page 299

() Thread pitch minimum (mm)

(2 Thread pitch maximum (mm)

@) Threads per inch minimum

@ Threads per inch maximum

Tools: MTSR -U (shell mill) ¢ MTSR M.I. S.P.-U

ISCAR
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Tap Designation Code Key

| PG || unc [[1a20| | ™ | | 0 || HE |
B - Bore for . "
Tap Style Coolant Coating Types
TPH - hand tap D - TPl (on request) HE - uncoated
TPF - forming tap D - pitch HS - uncoated
TPG - gun point HETI - TiN PVD coated
TPS - spiral flute HENI - nitrated
TPST - straight flute HEST - steam tempered
Thread Standard Tap Color Codes(" Tap Materials
M - ISO metric coars M - MULTI-MATERIAL application HS - H.S.S. (M2)
thread DIN-13
MF - I1SO metric fine W - steel with good machinability HE - H.S.S-E5% Co.
thread DIN-13 Rm<750 N/mm? HSS (M35)
UNF - unfied fine thread - stainless steel PM - compacted powder
UNC - unfied coarse thread - hardened steel and high temp./ HM - solid carbide
super alloys Rm>750 N/mm?

- grey cast iron

- low alloy steel Rm<600 N/mm?

- aluminum and aluminum alloys
F - any material with at least

8~10% elongation

() The tools have a matching colored ring around
the shank

Chamfer Lead According to DIN2197 (specified for each tool family)
form a (chamfer lead 5-6 threads)

form b (with gun-nose and chamfer lead 4-5 threads)

form d (chamfer lead 4-5 threads)

[a]
[e]
[C] form c (chamfer lead 2-3 threads)
[o]
[E]

form e (chamfer lead 1.5-2 threads)

AT

ISCAR



Tap

Surface Treatments and Coating Types

USER GUIDE

The high speed steels we use grant high wear resistance
and toughness. For machining certain materials,
various surface treatments are an advantage.

Steam Tempered (ST)

The steam tempered is a Fe304 oxide coating
which reduces the friction between the tool
and workpiece and prevents cold welding.

Nitriding (NI)
Recommended surface treatment for machining hard

wear/abrasive materials such as grey cast iron, aluminum
alloys with high silicon percentage (more than 10%).

TiN Coating (TI)

The TiN coating has a hardness of approximately
2,300 HV and is temperature resistant up to
approximately 600°C. This is an excellent golden
colored coating for general applications.

TiCN-COATING - TiCN

TiCN takes place of TiN when the conditions require the
coating to have a different hardness and toughness. The
TiCN brings an advantage to machining very difficult steels
or cutting interrupted bores. The TiICN-coating has a
hardness of approx. 3,000 HV, but is temperature-resistant
up to approx. 400° only. That means TiCN needs excellent
cooling for long service life.

Color: Blue-grey coefficient of friction against steel : 0.4

TiAIN-COATING - TiAIN

This is a special coating for machining abrasive
materials such as: gray cast iron, alu-alloys with
silicon, fiber reinforced plastics, etc., or machining

under high temperatures, which means with
insufficient cooling, or high speeds = 600m/min.
The TiAIN has a hardness of approx. 3,000 HV and
is temperature resistant up to approx. 800°. Color:
Violet-grey coefficient of friction against steel : 0.4

Hardslick-COATING - Hardslick

Hardslick combines in a novel way the advantages of

an extremely hard, thermally stable TiAIN-coating with
the sliding and lubricating properties of an outer WC/C
(Tungsten carbide/carbon) coating. The hardslick coating
has a hardness of approx. 3,000 HV and is temperature-
resistant up to approx. 800°.
Color: Violet-grey coefficient of friction against steel : 0.2

Tolerances According to DIN EN 22857

For taps with ISO metric threads. The following chart
gives a comparison between the new standard DIN
EN 22857 and the withdrawn standard DIN 802

part 1. An important change is the re-classification
from tap tolerance to tap application class.

Application Tolerance class Allotment of the
class for to withdrawn tolerance zones
taps to DIN standard DIN of the nut thread
EN 22857 802 part 1 to be cut
class 1 1SO 1 4H 4H 5H - - -
class2 1SO2 6H 5G 565G 6H - -
class3 1SO 3 6G - - 6G 7H 8H
- - 7G - - - 717G 8G

A suitable transition period is to be expected.

Codes for tolerance classes 7G/8G and <X> tolerance
zones have yet to be standardized within DIN EN 22857,
and the values from DIN 802 part will remain valid.

Member IMC Group
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Tap Selection Guide and Cutting Speed Recommendations

Hole Type® tap color codel"
E ra tool material()
LJ n surface treatment/coating®@
o ; flute hand and angle
S 27 20 lead according to DIN 21976
s 1 2 3 4 5 Hole Type#
% Tensile Strength
= Material Condition [N/mm?] Hardness HB Chip Coolant
1 <0.25% C annealed 420 125 Ext. Long T
P 222'2!38355;' >0.25% C annealed 650 190 Medium T
3 free cutting stéel <0.55% C quenched and tempered 850 250 Long T
4 >0.55% C annealed 750 220 Long T
f low alloy and cast steel 950 27 Long X
8 (Ievs\;/s thayn 5% of alloying elements) quenched and tempered 1000 300 Long X
9 1200 350 Long A
high alloyed steel, cast annealed 680 200 Long X
steel and tool steel quenched and tempered 1100 325 Long X
stainless steel and cast steal ferritic/martensitic 680 200 Medium A
martensitic 820 240 Long A
stainless steel and cast steel austenitic, duplex 600 180 Long A
gray cast ironi{gg) ferritic / pearlitic 180 Ext. Short X
pearlitic / martensitic 260 Ext. Short X
sl 7 s () ferritic 160 Short X
pearlitic 250 Ext. Short X
malleable cast iron ferritic 150 Short X
pearlitic 230 Short X
A Al not hardenable 60 Medium T
hardenable 100 Medium T
. o o not hardenable 75 Short T
22;?":':;?3' =12%Si hardenable 90 Short T
>12% Si high temperature 130 Short T
>1% Pb free cutting 110 Med/Short T
copper alloys brass 90 Long T
electrolytic copper 100 Long T
non metallic duroplastics, fiber plastics 70 Shore D Short Z
annealed 200 Long A
, Fe based hardened 280 Long A
2:%r;§emperature annealed 250 Long A
Ni or Co based hardened 350 Long A
cast 320 Long A
ftanium alloys pure 400 190 Med/Short A
alpha+beta alloys, hardened 1050 310 Med/Short A
() See page 374 coolant
(2 See page 374 - cutting oil
() See page 375 - oil emulsion

- oil or emulsion
- dry or emulsion

NX — >

(4) See page 378
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HSS HSS-E | HSS-E HSS-E | HSS-E HSS-E HSS-E HSS-E HSS-E HSS-E HSS-E HSS-E HSS-E
- - Tl ST - Tl ST ST - ST ST NI TI
- - - - R40° R40° R40° - - R40° R40° - -
1\2\3 B B B C C Cc B B C C C Cc
1-2-3-4-5| 4-5 4-5 4-5 1-2-3 1-2-3 1-2-3 4-5 4-5 1-2-3 1-2-3 | 1-2-3-4-5| 1-2-3-4-5
m/min m/min m/min m/min m/min m/min m/min m/min m/min m/min m/min m/min m/min
o| 10-25 |[oo| 15-45 || 8-25 [o¢| 20-25 |*o| 15-45 || 8-25 |e 20-25 o] 8-25 [¢]| 20-25 |* 20-60
o| 10-20 |oo| 12-40 |«| 10-35 |oo| 15-20 [s¢| 12-40 || 10-35 [e 15-20 |[e¢| 10-35 |[oo| 15-20 [ee 20-60
o| 12-18 |oo| 15-25 || 6-12 [oo| 12-18 [o¢| 15-25 [o| B6-12 [ee 12-18 |ee 12-18 |ee 17-55
o| 12-18 |oo| 15-40 [+| 6-20 |oo| 12-18 [s¢| 15-40 |¢| 6-20 |e* 12-18 |ee 12-18 |ee 17-55
o| 10-15 [so| 5-25 || 4-10 [o¢| 10-15 |oo| 5-25 |[e| 4-10 |e 10-15 |ee 10-15 |ee
o| 6-10 |oof 5-25 |[¢| 4-10 |oo| 6-10 [s¢o| 5-25 |[¢| 4-10 |e 6-10 |ee 6-10 |ee
o 35 |of 520 || 3-5 [of 35 |[of 520 [¢f 3-5 |er 3-5 oo 3-5 |
o| 10-15 |oof 20-30 || 7-12 [|oo| 10-15 [o¢| 20-30 || 7-12 [ee 10-15 |ee 10-15 | 10-30
of 7-13 |eof 12-25 |o| 5-10 [oo| 7-13 [o¢| 12-25 |¢| 5-10 [ee 7-13  |ee 7-13  |ee
of 59 o 818 |¢| 1-5 (o] 5-9 |eof 2-10 [ 1-5 || 2-10 |- 5-9 | 7-15
o 4-6 |of 815 || 1-5 |¢f 4-6 [ 2-10 [¢| 1-5 || 2-10 | 4-6 oo
o 59 feof 815 || 1-4 |¢| 5-9 o 2-10 [¢| 1-4 || 2-10 |+ 5-9 |
o| 10-15 |oo| 15-45 [ee| 13-20 |[+| 10-15 |oo| 15-45 [ee| 13-20 | 10-15 |s¢| 10-30 |-
o| 8-12 |oof 10-40 [eo| 21-31 |¢| 8-12 [o¢o| 10-40 [e¢ 21-31 |« 8-12 || 10-30 |~
o| 8-12 || 10-25 o] 21-31 |¢| 8-12 [e| 10-25 || 21-31 |- 8-12 || 10-40 |-
o| 8-12 |eof 10-20 [eo| 21-31 |¢| 8-12 [s¢o| 10-20 [e¢| 21-31 |« 8-12 || 10-35 |«
o| 10-15 || 15-45 o] 13-20 |¢| 10-15 [oo| 15-45 [e¢| 13-20 |« 10-15 |s¢| 10-45 |«
o| 10-15 |¢| 10-40 [e¢| 13-20 |¢| 10-15 [s¢| 10-40 [e¢| 13-20 |« 10-15 |[¢| 10-40 |-
o| 25-35 |¢| B0-70 |«| 12-25 |so| 25-35 || 30-60 || 12-25 |e 12-25 |[oo| 25-35 |e*
o| 25-35 || 50-70 || 12-25 [o¢| 25-35 |¢| 30-60 [¢| 12-25 e 12-25 |oo| 25-35 [e¢
o| 10-15 || 10-40 |«| 10-25 |so| 10-15 || 15-40 |+| 10-25 [e 10-25 [so| 10-15 |ee
o| 10-15 || 10-40 |«| 10-25 |so| 10-15 || 15-40 |+| 10-25 [e 10-25 |oo| 10-15 [o¢
o| 10-15 |+ 10-30 [«| 10-20 |ss[ 10-15 [¢| 15-30 [+| 10-20 [e 10-20 [so| 10-15 [ee
o| 25-35 || 50-70 || 20-40 [+« 25-35 |+| 30-65 [«| 20-40 | 20-40 |o¢| 25-35 |e* 17-40
o| 15-20 [+ 5-60 || 13-30 [« 15-20 |¢| 20-45 [«| 13-30 | 13-30 [s¢| 15-20 [ee 20-60
o| 15-20 |+ 5-25 |[e| 10-17 |oo| 15-20 || 15-30 || 10-17 [e 10-17 [oo| 15-20 [ee 20-60
of 6-10 |¢| 5-25 |+ 6-13 [¢f 6-10 |¢| 10-20 || 6-13 |e* 6-13 |o| 6-10 [o¢
of 2-4 feo| 4-8 |- 2-4 e 3-7 |ee 2-4 2-4 |
o 2-4 feof 4-8 |- 2-4 3-7 e 2-4 2-4 |
o 2-4 feo| 4-8 |- 2-4 3-7 oo 2-4 2-4 |
o 2-4 feof 4-8 |- 2-4 3-7 oo 2-4 2-4 |
o 2-4 |eo| 4-8 |- 2-4 3-7 oo 2-4 2-4 |
o| 6-10 | 6-10 [ 6-10 6-10 |-
o| 6-10 | 6-10 [ 6-10 6-10 |-
e Recommended
ee Suitable
™) Hand Tap
Y[ I
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Tap Nomenclature and Standards

USER GUIDE

medium, 3.5-5 threads, with
spiral point for all through holes
and deep tapping holes.

DIN 371 Chamfer Lead Length for Sets of 3 Hand Taps
) ca 6 threads ca. 4 threads ca. 2 threads
““““ N\ = it =
cm — L1 s S AT
D - major diameter = first taper tap second tap bottoming tap
a2 - shank diameter
a3 - chamfer diameter Tap Styles for Hole Types
d4 - neck diameter throughole %ﬂ
DIN 376
Cf
Ls
f
D ds
N
— L —J«— La
L - total length
L1 - thread length 3 straight fluted tap with long chamfer lead
L2 - shanklength
L4 - necklength i )
L5 - chamfer length 4 right-hand spiral fluted tap
L6 - flute length
S - square size
Cm - center male
Cf - center female 2| 5 straight fluted tap with short chamfer lead
Chamfer Lead Forms According to DIN 2197 Front and end configurations according to DIN2197
IAI 6-8 threads Form A Front End Shank End
long, 6-8 threads for |l| External Center ﬂ External Center
W short through holes.
IEI 3.5-5 threads Form B

Form C

|1| Internal Center

ﬂ Internal Center

for blind holes with little runout
depth. Avoid use if possible.

Form F

extremely short, 1-1.5 threads
for blind holes with little runout
depth. Avoid use if possible.

long, 2-3 threads for blind holes W* 7/}
and generally for aluminum =i a— NG 7 & (
grey cast iron and brass. ﬂ{//)m—g 2D
Form D =
medium, 3.5-5 threads for lixsaeiia Tap
through and biind holes Range (mm)  Front End Shank End Standard
_| with sufficient runout. <6 45 DIN352
Form E a7 4 5 6 Ik
extremely short, 1.5-2 threads >(8 56 DIN376

ISCAR




Pre-Tapping Hole Sizes
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ISO Metric Threads Coarse Pitch ISO Metric Threads Fine Pitch ISO Metric Threads Fine Pitch
Max Max Max
Pitch Core Drill Pitch Core Drill Pitch Core Drill
M mm Dia.mm | Size mm MF mm Dia.mm | Size mm MF mm Dia.mm | Size mm
1 0.25 0.785 0.75 2.5 0.35 2.221 215 25 2.00 23.210 23.00
1.1 0.25 0.885 0.85 3 0.35 2.271 2.65 26 1.50 24.676 24.50
1.2 0.25 0.985 0.95 35 0.35 3.221 346 27 1.00 26.153 26.00
1.4 0.30 1.160 1.10 4 0.50 3.599 3.50 27 1.50 25.676 25.50
1.6 0.35 1.321 1.25 4.5 0.50 4.099 4.00 27 2.00 25.210 25.00
1.7 0.35 1.346 1.30 B 0.50 4.599 4.50 28 1.00 27.153 27.00
1.8 0.35 1.521 1.45 B3 0.50 5.099 5.00 28 1.50 26.676 26.50
2 0.40 1.679 1.60 6 0.75 5.378 5.20 28 2.00 26.210 26.00
2.2 0.45 1.838 1.75 7 0.75 6.378 6.20 30 1.00 29.153 29.00
2.3 0.40 1.920 1.90 8 0.75 7.378 7.20 30 1.50 28.676 28.50
2.5 0.45 2.138 2.05 8 1.00 7.153 7.00 30 2.00 28.210 28.00
2.6 0.45 2176 2.10 9 0.75 8.378 8.20 30 3.00 27.252 27.00
3 0.50 2.599 2.50 9 1.00 8.153 8.00 32 1.50 30.675 30.50
815 0.60 3.010 2.90 10 0.75 9.378 9.20 32 2.00 30.210 30.00
4 0.70 3.422 330 10 1.00 9.153 9.00 38 1.50 31.676 31.50
4.5 0.75 3.878 3.70 10 1.25 8.912 8.80 33 2.00 31.210 31.00
6 0.80 4.334 4.20 11 0.75 10.378 10.20 33 3.00 30.252 30.00
6 1.00 5.153 5.00 11 1.00 10.153 10.00 85 1.50 33.676 33.50
7 1.00 6.153 6.00 12 1.00 11.153 11.00 36 1.50 34.676 34.50
8 1.25 6.912 6.80 12 1.25 10.912 10.80 36 2.00 34.210 34.00
9 1.25 7.912 7.80 12 1.50 10.676 10.50 36 3.00 33.252 33.00
10 1.50 8.676 8.50 14 1.00 13.153 13.00 38 1.50 36.676 36.50
11 1.50 9.676 9.50 14 1.25 12.912 12.80 39 1.50 37.676 37.50
12 1.75 10.441 10.20 14 1.50 12.676 12.50 39 2.00 37.210 37.00
14 2.00 12.210 12.00 16 1.00 14.153 14.00 39 3.00 36.252 36.00
16 2.00 14.210 14.00 15 1.50 13.676 13.50 40 1.50 38.676 38.50
18 2.50 15.744 15.50 16 1.00 15.153 15.00 40 2.00 38.210 38.00
20 2.50 17.744 17.50 16 1.50 14.676 14.50 40 3.00 37.252 37.00
22 2.50 19.744 19.50 17 1.00 16.153 16.00 42 1.50 40.676 40.50
24 3.00 21.252 21.00 17 1.50 15.676 15.50 42 2.00 40.210 40.00
27 3.00 24.252 24.00 18 1.00 17.153 17.00 42 3.00 39.252 39.00
30 3.50 26.771 26.50 18 1.50 16.676 16.50 45 1.50 43.676 43.50
33 3.50 29.771 29.50 18 2.00 16.210 16.00 45 2.00 43.210 43.00
36 4.00 32.270 32.00 20 1.00 19.153 19.00 45 3.00 42.252 42.00
39 4.00 35.270 35.00 20 1.50 18.676 18.50 48 1.50 46.676 46.50
42 4.50 37.799 37.50 20 2.00 18.210 18.00 48 2.00 46.210 46.00
45 4.50 40.799 40.50 22 1.00 21.153 21.00 48 3.00 45.252 45.00
48 5.00 43.297 43.00 22 1.50 20.676 20.50 50 1.50 48.676 48.50
52 5.00 47.297 47.00 22 2.00 20.210 20.00 50 2.00 48.210 48.00
56 5.50 50.796 50.50 24 1.00 23.153 23.00 50 3.00 47.252 47.00
60 5.50 54.796 54.50 24 1.50 22.676 22.50 52 1.50 50.676 50.50
64 6.00 58.305 58.00 24 2.00 22.210 22.00 52 2.00 50.210 50.00
68 6.00 62.305 62.00 25 1.00 24.153 24.00 52 3.00 49.252 49.00
25 1.50 23.676 23.50
Y[ I
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Recommended Tap Drill Size Recommended Tap Drill Size
M Pitch mm Drill Size mm MF Pitch mm Drill Size mm
1 0.25 0.9 2.5 0.35 2.37
1.1 0.25 1 2.6 0.35 2.47
1.2 0.25 1.1 3 0.35 2.88
14 0.3 1.28 3.5 0.35 3.38
1.6 0.35 1.47 4 0.5 3.8
1.7 0.35 1.57 5 0.5 4.8
1.8 0.35 1.67 6 0.5 5.8
2 04 1.85 6 0.75 57
22 0.45 2.03 7 0.75 6.7
2.3 04 215 8 0.75 7.7
2.5 0.45 2.33 8 1 7.6
2.6 0.45 243 9 0.75 8.7
3 0.5 2.8 9 1 8.6
385 0.6 325 10 0.75 9.7
4 0.7 37 10 1 9.6
4.5 0.75 4.2 10 1.25 9.45
5 0.8 4.65 11 1 10.6
6 1 5155 12 1 11.6
7 1 6.55 12 1.25 11.45
8 1.25 6.6 12 15 11.35
9 1.25 7.45 14 1 13.6
10 15 8.45 14 1.25 13.45
11 15 9.35 14 15 13.35
12 1.75 11.25 15 1 14.6
14 2 13.1 15 15 14.35
16 2 15.1 16 1 15.6
18 2.5 16.85 16 1.5 15.35
20 2.5 18.85 18 4 17.6
22 2.5 20.85 18 1.5 17.35
24 3 22.65 18 2 17.1
27 3 25.65 20 1 19.6
30 815 28.4 20 15 19.35
33 &5 31.4 20 2 19.1
36 4 34.15 24 2 23.1
39 4 37.15 30 2 29.1
42 4.5 39.9 36 8 34.65
45 4.5 42.9 42 4 40.15
48 5 45.65 48 3 46.65
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American Unified Coarse Threads

American Unified Fine Threads

Max. Core Max. Core
UNC T.PI Dia. inch Drill Size mm UNF T.PI Dia. inch Drill Size mm
#1 64 1.585 1.5 #0 80 1.306 1.3
#2 56 1.872 1.8 #1 72 1.613 1.6
#3 48 2.146 2.1 #2 64 1.913 1.9
#4 40 2.385 2.3 #3 56 2197 2.1
#5 40 2.697 2.6 #4 48 2.459 2.4
#6 32 2.896 2.85 #5 44 2.741 2.7
#3 32 3.528 3.5 #6 40 3.012 3
#10 24 3.95 3.9 #8 36 3.597 3.5
#12 24 4.59 4.5 #10 32 4.168 41
1/4" 20 5.25 5.2 #12 28 4.717 4.7
5/16" 18 6.68 6.6 1/4" 28 5.563 515
3/8" 16 8.082 8 5/16" 24 6.995 6.9
7/16" 14 9.441 9.4 3/8" 24 8.565 8.5
1/2" 13 10.881 10.75 716" 20 9.947 9.9
9/16" 12 12.301 12.25 1/2" 20 11.524 1.5
5/8" 11 13.693 13.5 9/16" 18 12.969 12.9
3/4" 10 16.624 16.5 5/8" 18 14.554 14.5
7/8" 9 19.52 19.5 3/4" 16 17.546 17.5
1" 8 22.344 22.25 7/8" 14 20.493 20.5
11/8" 7 25.082 25 1" 12 23.363 23.25
11/4" 7 28.258 28.25 11/8" 12 26.538 26.5
1.3/8" 6 30.851 30.75 11/4" 12 29.713 29.5
11/2" 6 34.026 34 13/8" 12 32.888 32.7
1.3/4" 5 39.56 39.5 11/2" 12 36.063 36
2" 4.5 45.367 45.25
Y[ I
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ISO Metric Thread Nominal Dimensions According to UNI 4535-64

tap flank diameter production tolerances for ISO 6H Nut coarse pitch threads dimensions in mm
threads limit dimensions - nut threads ISO 6H
nut thread ‘ J/ﬂ H = 0-86603P
T r AL ; Hi = g H = 0.54127P
V2H] h3 17
H L,i,i, 60° i h3=24H=0.61343P
T \ s d2 = Dz = d- 3 H = d-0.64952P
1/2-H v
i 1/4-H- X %QWVG—% ds = d-2h3 = d-1.22687P
] I ‘ r= = 0.14434P
D D2 D1 P dad2 d
Flank Dia. Tap Flank Dia. Tap
Nominal Flank Dia. Minor Diameter Thread Depth Tolerance 6H d2 Tolerance 6H
Dia. d=D | Pitch P d2=D2 | Screw d3 | NutD1 | Screw h3 | Nut H1 Radius r Min. Max. Min. Max.
M1.6 0.35 1878 1.171 1.221 0.215 0.189 0.051 1.393 1.407 1873 1.458
M1.8 0.35 1.573 1.371 1.421 0.215 0.189 0.051 1.593 1.607 1.573 1.658
M2 0.4 1.740 1.509 1.567 0.245 0.217 0.058 1.761 1.776 1.740 1.830
M2.2 0.45 1.908 1.648 1.718 0.276 0.244 0.065 1.931 1.946 1.908 2.003
M2.5 0.45 2.208 1.948 2.013 0.276 0.244 0.065 2.231 2.246 2.208 2.303
M3 0.5 2.675 2.387 2.459 0.307 0.271 0.072 2.699 2.715 2.675 2.775
M3.5 0.6 3.110 2.764 2.850 0.368 0.325 0.087 3.137 8,115/ 3.110 3.222
M4 0.7 3.545 3.141 3.242 0.429 0.379 0.101 3.574 3.593 3.545 3.663
M4.5 0.75 4,018 3.580 3.688 0.460 0.406 0.108 4.042 4.061 4,018 4.131
M5 0.8 4.480 4.019 4134 0.491 0.433 0.115 4.510 4.530 4.480 4.605
M6 1 5.350 4.773 4917 0.613 0.541 0.144 5.385 5.409 5.350 5.500
M7 1 6.350 5.773 5.917 0.613 0.541 0.144 6.385 6.409 6.350 6.500
M8 1.25 7.188 6.466 6.647 0.767 0.677 0.180 7.226 7.251 7.188 7.348
M9 1.25 8.188 7.466 7.647 0.767 0.677 0.180 8.226 8.251 8.188 8.348
M10 1.5 9.026 8.160 8.376 0.920 0.812 0.217 9.068 9.096 9.026 9.206
M11 1.5 10.026 9.160 9.376 0.920 0.812 0.217 10.068 10.096 10.026 10.206
M12 1.75 10.863 9.853 10.106 1.074 0.947 0.253 10.911 10.943 10.863 11.063
M14 2 12.701 11.546 11.835 1.227 1.083 0.289 12.752 12.786 12.701 12.913
M16 2 14.701 13.546 13.835 1.227 1.083 0.289 14.752 14.786 14.701 14.913
M18 2.5 16.376 14.933 15.294 1.5634 1.358 0.361 16.430 16.466 16.376 16.600
M20 2.5 18.376 16.933 17.294 1.534 1.353 0.361 18.430 18.466 18.376 18.600
M22 2.5 20.376 18.933 19.294 1.534 1.353 0.361 20.430 20.466 20.376 20.600
M24 3 22.051 20.319 20.752 1.840 1.624 0.433 22115 22.157 22.051 22.316
M27 3 25.051 23.319 23.752 1.840 1.624 0.433 25.115 25.157 25.051 25.316
M30 8.3 27.727 25.706 26.211 2.147 1.894 0.505 27.794 27.839 27.727 28.007
M33 815 30.727 28.706 29.211 2.147 1.894 0.505 30.794 30.839 30.727 31.007
M36 4 33.402 31.093 31.670 2.454 2.165 0.577 33.473 33.520 33.402 33.702
M39 4 36.402 34.093 34.670 2.454 2.165 0.577 36.473 36.520 36.402 36.702
M42 4.5 39.077 36.479 37.129 2.760 2.436 0.650 39.152 39.202 39.077 39.392
M45 4.5 42.077 39.479 40.129 2.760 2.436 0.650 42,152 42.202 42.077 42.392
M48 © 44,752 41.866 42.587 3.067 2.706 0.722 44,832 44.885 44,752 45.087
M52 B 48.752 45.866 46.587 3.067 2.706 0.722 48.832 48.885 48.752 49.087
M56 5.5 52.428 49.252 50.046 3.374 2977 0.794 52.512 52.568 52.428 52.783
M60 515 56.428 53.252 54.046 3.374 2.977 0.794 56.512 56.568 56.428 56.783
M64 6 60.103 56.639 57.505 3.681 3.248 0.866 60.193 60.253 60.103 60.478
M68 6 64.103 60.639 61.505 3.681 3.248 0.866 64.193 64.253 64.103 64.478
Metric Thread MA (old UNI 159 profile) Nut Tolerance SH8
M1.7 0.35 1.473 1.246 1.246 0.227 0.227 0.040 1.493 1,507 1.473 1.529
M2.3 0.4 2.040 1.780 1.780 0.260 0.260 0.040 2.061 2.076 2.040 2.120
M2.6 0.45 2.308 2.016 2.016 0.292 0.292 0.050 2.331 2.346 2.308 2.388
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ISO Metric Fine Thread Nominal Dimensions According to UNI 4535-64

tap flank diameter production tolerances for ISO 6H Nut coarse pitch threads dimensions in mm
threads limit dimensions - nut threads ISO 6H
nut thread J/ﬁ H = 0.86603P
T Hi = g H = 0.54127P
. hs = 35 H = 0.61343P
do = Ds = d- o H = d-0.64952P
ds = d-2h3 = d-1.22687P
r= 5 = 0.14434P
D D2 D1 P dad2d
Flank Dia. Tap Flank Dia. Tap
Nominal Flank Dia. Minor Diameter Thread Depth Tolerance 6H d2 Tolerance 6H
Dia. d=D | Pitch P d2=D2 | Screw d3 | NutD1 | Screw h3 | Nut H1 Radius r Min. Max. Min. Max.
M2 0.25 1.838 1.693 1.729 0.153 0.135 0.036 1.844 1.856 1.838 1.886
M2.5 0.35 2.273 2.701 2.121 0.215 0.189 0.051 2.293 2.307 2.273 2.358
M3 0.35 2.773 2.571 2.621 0.215 0.189 0.051 2.794 2.809 2.773 2.863
M 3.5 0.35 3.273 3.071 3.121 0.215 0.189 0.051 3.294 3.309 3.273 3.363
M 4 0.5 3.675 3.387 3.459 0.307 0.271 0.072 3.699 3.715 3.675 3.775
M 4.5 0.5 4175 3.887 3.959 0.307 0.271 0.072 4.199 4.215 4175 4.275
M5 0.5 4.675 4.387 4.459 0.307 0.271 0.072 4.699 4.715 4.675 4.775
M 5.5 0.5 5175 4.887 4.959 0.307 0.271 0.072 5.199 5215 5175 5.275
M 6 0.5 5.675 5.387 5.459 0.307 0.271 0.072 5.702 5.72 5.675 5.787
M 6 0.75 5513 5.08 5.188 0.46 0.406 0.108 5.545 5.566 5513 5.645
M7 0.75 6.513 6.08 6.188 0.46 0.406 0.108 6.545 6.566 6.513 6.645
M8 0.5 7.675 7.387 7.459 0.307 0.271 0.072 7.702 7.72 7.675 7.787
M8 0.75 7.513 7.08 7.188 0.46 0.406 0.108 7.545 7.566 7.513 7.645
M8 1 7.35 6.773 6.917 0.613 0.541 0.144 7.835 7.409 7.35 7.5
M9 0.75 8.513 8.08 8.188 0.46 0.406 0.108 8.545 8.566 8.513 8.645
M9 1 8.35 7.773 7.917 0.613 0.541 0.144 8.385 8.409 8.35 8.5
M 10 0.5 9.675 9.387 9.459 0.307 0.271 0.072 9.702 9.72 9.675 9.787
M 10 0.75 9.513 9.08 9.188 0.46 0.406 0.108 9.545 9.566 9.513 9.645
M 10 1 9.35 8.773 8.917 0.613 0.541 0.144 9.385 9.409 9.35 9.5
M 10 1.25 9.188 8.466 8.647 0.767 0.677 0.18 9.226 9.251 9.188 9.348
M 11 0.75 10.513 10.08 10.188 0.46 0.406 0.108 10.545 10.566 10.513 10.645
M 11 1 10.35 9.773 9.917 0.613 0.541 0.144 10.385 10.409 10.35 10.5
M 12 0.75 11.513 11.08 11.188 0.46 0.406 0.108 11.547 11.569 11.513 11.6563
M 12 1 11.35 10.773 10.917 0.613 0.541 0.144 11.388 11.413 11.35 11.51
M 12 1.25 11.188 10.466 10.647 0.767 0.677 0.18 11.23 11.258 11.188 11.368
M 12 15 11.026 10.16 10.376 0.92 0.812 0.217 11.071 11.101 11.026 11.216
M 13 1 12.35 11.773 11.917 0.613 0.541 0.144 12.388 12.413 12.35 12.51
M 14 1 13.35 12.773 12.917 0.613 0.541 0.144 13.388 13.413 13.35 13.51
M 14 1.25 13.188 12.466 12.647 0.767 0.677 0.18 13.23 13.258 13.188 13.368
M 14 1.5 13.026 12.16 12.376 0.92 0.812 0.217 13.071 13.101 13.026 13.216
M 15 1 14.35 13.773 13.917 0.613 0.541 0.144 14.388 14.413 14.35 14.51
M 15 1.5 14.026 13.16 13.376 0.92 0.812 0.217 14.071 14.101 14.026 14.216
M 16 1 156.35 14.773 14.917 0.613 0.541 0.144 15.388 15.413 156.35 15.51
M 16 1.25 15.188 14.466 14.647 0.767 0.677 0.18 156.23 15.258 15.188 15.368
M 16 1.5 15.026 14.16 14.376 0.92 0.812 0.217 15.071 15.101 15.026 15.216
M 17 1 16.35 15.773 15.917 0.613 0.541 0.144 16.388 16.413 16.35 16.51
M 17 1.5 16.026 15.16 15.376 0.92 0.812 0.217 16.071 16.101 16.026 16.216
M 18 1 17.350 16.773 16.917 0.613 0.541 0.144 17.388 17.413 17.35 17.51
M 18 15 17.026 16.16 16.376 0.92 0.812 0.217 17.071 17.101 17.026 17.216
M 18 2 16.701 15.546 15.835 1.227 1.083 0.289 16.752 16.786 16.701 16.913
M 20 1 19.35 18.773 18.917 0.613 0.541 0.144 19.388 19.413 19.35 19.51

Member IMC Group
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ISO Metric Fine Thread
Nominal Dimensions According to UNI 4535-64

tap flank diameter production tolerances for ISO 6H Nut coarse pitch threads dimensions in mm
threads limit dimensions - nut threads ISO 6H
nut thread ¢M H = 0.86603P
T T ; Hi = g H = 0.54127P
V2H] h3 17
i 60° hz = 52 H = 0.61343P
H 1 Y - 3
I \ <5 dz =Dz = d- 5 H = d-0.64952P
1f2'H ; screw ds = d-2hs = d-1.22687P
1/aH 2 SOV ‘ " '
‘ r =g = 0.14434P
D D2 D1 P dsd2d
Flank Dia. Tap Flank Dia. Tap
Nominal Flank Dia. Minor Diameter Thread Depth Tolerance 6H d2 Tolerance 6H
Dia. d=D | Pitch P d2=D2 | Screw d3 | NutD1 | Screw h3 | Nut H1 Radius r Min. Max. Min. Max.
M 20 1.5 19.026 18.16 18.376 0.92 0.812 0.217 19.071 19.101 19.026 19.216
M 20 2 18.701 17.546 17.835 1.227 1.083 0.289 18.7562 18.786 18.701 18.913
M 22 1 21.35 20.773 20.917 0.613 0.541 0.144 21.388 21.413 21.35 21.51
M 22 1.5 21.026 20.16 20.376 0.92 0.812 0.217 21.071 21.101 21.026 21.216
M 22 2 20.701 19.546 19.835 1.227 1.083 0.289 20.752 20.786 20.701 20.913
M 24 1 23.350 22.773 22917 0.613 0.541 0.144 23.390 23.416 23.350 23.520
M 24 15 23.026 22.160 22.376 0.920 0.812 0.217 23.074 23.106 23.026 23.226
M 24 2 22.701 21.546 21.835 1.227 1.083 0.289 22.754 22.791 22.701 22.925
M 25 1 24.350 23.773 23.917 0.613 0.541 0.144 24.390 24.416 24.350 24.520
M 25 15 24.026 23.160 23.376 0.920 0.812 0.217 24.074 24.106 24.026 24.226
M 25 2 23.701 22.546 22.835 1.227 1.083 0.289 23.754 23.791 23.701 23.925
M 26 1 25.350 24,773 24917 0.613 0.541 0.144 25.390 25.416 25.350 25.520
M 26 15 25.026 24.160 24.376 0.920 0.812 0.217 25.074 25.106 25.026 25.226
M 26 2 24.701 23.546 23.835 1.227 1.083 0.289 24.754 24.791 24.701 24.925
M 27 1 26.350 25.773 25917 0.613 0.541 0.144 26.390 26.416 26.350 26.520
M 27 1.5 26.026 25.160 25.376 0.920 0.812 0.217 26.074 26.106 26.026 26.226
M 27 2 25.701 24.546 24.835 1.227 1.083 0.289 25.754 25.791 25.701 25.925
M 28 1 27.350 26.773 26.917 0.613 0.541 0.144 27.390 27.416 27.350 27.520
M 28 1.5 27.026 26.160 26.376 0.920 0.812 0.217 27.074 27.106 27.026 27.226
M 28 2 26.701 25.546 25.835 1.227 1.083 0.289 26.754 26.791 26.701 26.925
M 30 1 29.350 28.773 28.917 0.613 0.541 0.144 29.390 29.416 29.350 29.520
M 30 15 29.026 28.160 28.376 0.920 0.812 0.217 29.074 29.106 29.026 29.226
M 30 2 28.701 27.546 27.835 1.227 1.083 0.289 28.754 28.791 28.701 28.925
M 30 3 28.051 26.319 26.752 1.840 1.624 0.433 28.115 28.157 28.051 28.316
M 32 15 31.026 30.160 30.376 0.920 0.812 0.217 31.074 31.106 31.026 31.226
M 32 2 30.701 29.546 29.835 1.227 1.083 0.289 30.754 30.791 30.701 30.925
M 33 15 32.026 31.160 31.376 0.920 0.812 0.217 32.074 32.106 32.026 32.226
M 33 2 31.701 30.546 30.835 1.227 1.083 0.289 31.754 31.791 31.701 31.925
M 33 3 31.051 29.319 29.752 1.840 1.624 0.433 31.115 31.157 31.051 31.316
M 35 1.5 34.026 33.160 33.376 0.920 0.812 0.217 34.074 34.106 34.026 34.226
M 35 2 33.701 32.546 32.835 1.227 1.083 0.289 33.754 33.791 33.701 33.925
M 36 1.5 35.026 34.160 34.376 0.920 0.812 0.217 35.074 35.106 35.026 35.226
M 36 2 34.701 33.546 33.835 1.227 1.083 0.289 34.754 34.791 34.701 34.925
M 36 8 34.051 32.319 32.752 1.840 1.624 0.433 34.115 34.157 34.051 34.316
M 38 1.5 37.026 36.160 36.376 0.920 0.812 0.217 37.074 37.106 37.026 37.226
M 39 1.5 38.026 37.160 37.376 0.920 0.812 0.217 38.074 38.106 38.026 38.226
M 39 2 37.701 36.546 36.835 1.227 1.083 0.289 37.754 37.791 37.701 37.925
M 39 3 37.051 35.319 35.752 1.840 1.624 0.433 37.115 37.157 37.051 37.316
M 40 1.5 39.026 38.160 38.376 0.920 0.812 0.217 39.074 39.106 39.026 39.226
M 40 2 38.701 37.546 37.835 1.227 1.083 0.289 38.754 38.791 38.701 38.925
M 40 3 38.051 36.319 36.752 1.840 1.624 0.433 38.115 38.157 38.051 38.316
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ISO Metric Fine Thread
Nominal Dimensions According to UNI 4535-64

tap flank diameter production tolerances for ISO 6H Nut coarse pitch threads dimensions in mm
threads limit dimensions - nut threads ISO 6H
nut thread ¢M H = 0.86603P
T : ; Hy = § H = 0.54127P
V2H ha 17
l 60° hs = >4 H = 0.61343P
H 1 - N - 3
I \ < dz =Dz = d- § H = d-0.64952P
1f2'H ; screw ds = d-2hs = d-1.22687P
1/t AR ‘ " '
‘ r=¢%= 0.14434P
D D2 D1 P dsd2d
Flank Dia. Tap Flank Dia. Tap
Nominal Flank Dia. Minor Diameter Thread Depth Tolerance 6H d2 Tolerance 6H
Dia. d=D | Pitch P d2=D2 | Screw d3 | NutD1 | Screw h3 | Nut H1 Radius r Min. Max. Min. Max.
M 42 1.5 41.026 40.160 40.376 0.920 0.812 0.217 41.074 41.106 41.026 41.226
M 42 2 40.701 39.546 39.835 1.227 1.083 0.289 40.754 40.791 40.701 40.925
M 42 3 40.051 38.319 38.752 1.840 1.624 0.433 40.115 40.157 40.051 40.316
M 45 1.5 44.026 43.160 43.376 0.920 0.812 0.217 44.074 44,106 44.026 44.226
M 45 2 43.701 42.546 42.835 1.227 1.083 0.289 43.754 43.791 43.701 43.925
M 45 3 43.051 41.319 41.752 1.840 1.624 0.433 43.115 43.157 43.051 43.316
M 48 15 47.026 46.160 46.376 0.920 0.812 0.217 47.077 47.111 47.026 47.238
M 48 2 46.701 45.546 45.835 1.227 1.083 0.289 46.758 46.796 46.701 46.937
M 48 3 46.051 44.319 44,752 1.840 1.624 0.433 46.118 46.163 46.051 46.331
M 50 15 49.026 48.160 48.376 0.920 0.812 0.217 49.077 49.111 49.026 49.238
M 50 2 48.701 47.546 47.835 1.227 1.083 0.289 48.758 48.796 48.701 48.937
M 50 3 48.051 46.319 46.752 1.840 1.624 0.433 48.118 48.163 48.051 48.331
M 52 1.5 51.026 50.160 50.376 0.920 0.812 0.217 51.077 51.111 51.026 51.238
M 52 2 50.701 49.546 49.835 1.227 1.083 0.289 50.758 50.796 50.701 50.937
M 52 3 50.051 48.319 48.752 1.840 1.624 0.433 50.118 50.163 50.051 50.331
M 55 1.5 54.026 53.160 53.376 0.920 0.812 0.217 54.077 54,111 54.026 54.238
M 55 2 53.701 52.546 52.835 1.227 1.083 0.289 53.758 53.796 53.701 53.937
M 55 3 53.051 51.319 51.752 1.840 1.624 0.433 53.118 53.163 53.051 53.331
M 56 15 55.026 54.160 54.376 0.920 0.812 0.217 55.077 55.111 55.026 55.238
M 56 2 54.701 53.546 53.835 1.227 1.083 0.289 54.758 54.796 54.701 54.937
M 56 8 54.051 52.319 52.752 1.840 1.624 0.433 54.118 54.163 54.051 54.331
M 58 15 57.026 56.160 56.376 0.920 0.812 0.217 57.077 57111 57.026 57.238
M 58 2 56.701 55.546 55.835 1.227 1.083 0.289 56.758 56.796 56.701 56.937
M 58 3 56.051 54.319 54.752 1.840 1.624 0.433 56.118 56.163 56.051 56.331
M 60 15 59.026 58.160 58.376 0.920 0.812 0.217 59.077 59.111 59.026 59.238
M 60 2 58.701 57.546 57.835 1.227 1.083 0.289 58.758 58.796 58.701 58.937
M 60 3 58.051 56.319 56.752 1.840 1.624 0.433 58.118 58.163 58.051 58.331
Metric thread MA (old UNI 160 Profile) Nut Tolerance SH8
M 2,3 0.25 2.138 1.976 1.976 0.162 0.162 0.03 2.144 2.156 2.138 2.194
M 2,6 0.35 2.373 2.146 2.146 0.227 0.227 0.04 2.393 2.407 2.373 2.429

Member IMC Group

T [ 385




USER GUIDE

UNIFIED Coarse Thread
Nominal Dimensions According to ANSI B1.1

Tap flank diameter production tolerances for ISO 2B Coarse Pitch Threads Dimensions in mm
Nut threads limit dimensions - nut threads ANSI B1.1, 2B-3B
nut thread ¢M H = 0.86603P
T ; ; Hi = g H = 0.54127P
V2H] h3 17
i 60° hz = >4 H = 0.61343P
H 1 RN N 3
I \ <5 dz = Dz = d- § H = d-0.64952P
1/2-H v
| 14H X S 6 ds = d-2hg = d-1.22687P
BE T r=§ = 0.14434P
D D2 D1 P dadz d
Pitch diameter
Flank Minor diameter Tap tolerance 2B Pitch diameter Nut tolerance
External Dia. max.

Nominal T.P.I Dia. Pitch P | Dia. d=D d2=D2 Nut D1 | Screw h3 Min. Max. 2B/3B max. 2B | max. 3B
UNG#1 - 64 0.397 1.854 1.598 1.425 1.367 1.610 1.623 1.598 1.664 1.646
UNCH# 2 - 64 0.454 2.184 1.890 1.694 1.628 1.902 1.915 1.890 1.961 1.943
UNC#3 -48 0.529 2.515 2172 1.941 1.864 2.184 2.197 2172 2.248 2.228
UNCH# 4 -40 0.635 2.845 2.433 2.156 2.065 2.446 2.459 2.433 2.517 2.494
UNCH# 5 -40 0.635 3.175 2.764 2.487 2.395 2.776 2.789 2.764 2.847 2.827
UNCH# 6 -32 0.794 3.505 2.990 2.647 2532 3.105 3.028 2.990 3.084 3.058
UNCH# 8 -32 0.794 4.166 3.650 3.307 3.193 3.675 3.688 3.650 3.746 3.721

UNC# 10 -24 1.058 4.826 4.138 3.680 3.528 4.163 4176 4.138 4.247 4.219
UNCH# 12 -24 1.058 5.486 4.798 4.341 4.188 4.823 4.836 4.798 4.910 4.882
UNC 1/4" -20 1.270 6.350 5.524 4.976 4.793 5.575 5.588 5.524 5.646 5.616
UNC 5/16" -18 1.411 7.938 7.021 6.411 6.205 7.071 7.084 7.021 7.155 7.120
UNC 3/8" -16 1.588 9.525 8.494 7.805 7.577 8.545 8.557 8.494 8.639 8.603
UNC 7/16" -14 1.814 11.112 9.934 9.149 8.887 9.985 9.997 9.934 10.089 10.051
UNC 1/2" -13 1.954 12.700 11.430 10.584 10.302 11.481 11.494 11.430 11.595 11.552
UNC 9/16" -12 2.117 14.288 12.913 11.996 11.692 12.964 12.977 12.913 13.086 13.043
UNC 5/8" - 11 2.309 15.875 14.376 13.376 13.043 14.427 14.440 14.376 14.559 14.514
UNC 3/4" -10 2.540 19.050 17.399 16.229 15.933 17.450 17.463 17.399 17.595 17.544
UNC 7/8" -9 2.822 22.225 20.391 19.169 18.763 20.455 20.467 20.391 20.599 20.546
UNC 1" -8 3.175 25.400 23.338 21.963 21.504 23.401 23.414 23.338 23.561 23.505
UNC 1 1/8" -7 3.629 28.575 26.218 24.648 24.122 26.294 26.319 26.218 26.457 26.398
UNC 1 1/4" =7 3.629 31.750 29.393 27.823 27.297 29.469 20.494 29.393 29.637 29.576
UNC 1 3/8" -6 4.233 34.925 32.174 30.343 29.731 32.250 32.276 32.174 32.438 32.372
UNC 1 1/2" -6 4.233 38.100 35.349 33.518 32.906 35.425 35.451 35.349 35.616 35.550
UNC 1 3/4" -5 5.080 44.450 41.151 38.951 38.217 41.241 41.266 41.151 41.445 41.372
UNC 2" -41/2 5.644 50.800 47.135 44.689 43.876 47.235 47.260 47.135 47.450 47.371
UNC 2 1/4"| -41/2 5.644 57.150 53.485 51.039 50.226 53.485 53.805 53.726
UNC 2 1/2" -4 6.350 63.500 59.375 56.627 55.710 59.375 59.718 59.632
UNC 2 3/4" -4 6.350 69.850 65.725 62.977 62.060 65.725 66.073 65.987
UNC 3" -4 6.350 76.200 72.075 69.327 68.410 72.075 72.428 72.339
UNC 3 1/4" -4 6.350 82.550 78.425 75.877 74.760 78.425 78.783 78.694
UNC 3 1/2" -4 6.350 88.900 84.775 82.027 81.110 84.775 85.183 85.049
UNC 3 3/4" -4 6.350 95.250 91.125 88.377 87.460 91.125 91.493 91.402
UNC 4" -4 6.350 101.600 97.475 94.727 93.810 97.475 97.848 97.757
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UNIFIED Fine Thread
Nominal Dimensions According to ANSI B1.1

Tap flank diameter production tolerances for ISO 2B Nut Coarse Pitch Threads Dimensions in mm
threads limit dimensions - nut threads ANSI B1.1, 2B-3B
nut thread ¢M H = 0.86603P
T ; ; Hi = g H = 0.54127P
V2H |y h3 17
l 60° hz = 54 H = 0.61343P
H 1 RV N - 3
Tf \ 60 // d2 = D2 = d- 7 H = d-0.64952P
1/2-H '
| 14H R S S ds = d-2hs = d-1.22687P
K T ‘ r=§ = 0.14434P
D D2 D1 P d3de d
Pitch diameter
Minor diameter Tap tolerance 2B Pitch diameter Nut tolerance
External | Flank Di max.
Nominal T.P.I Dia. Pitch P | Dia.d=D | a.d2=D2 | Nut D1 | Screw h3 Min. Max. 2B/3B max. 2B | max. 3B
UNF#0 -80 0.318 1.5624 1.318 1.181 1.135 1.331 1.344 1.318 1.377 1.361
UNF#1 -72 0.353 1.854 1.626 1.473 1.422 1.638 1.651 1.626 1.689 1.674
UNF#2 - 64 0.397 2.184 1.928 1.755 1.697 1.941 1.953 1.928 1.996 1.979
UNF#3 - 56 0.454 2.515 2.220 2.024 1.958 2.233 2.245 2.220 2.291 2.273
UNF#4 -48 0.529 2.845 2.502 2.271 2.195 2.515 2.527 2.502 2.581 2.560
UNF#5 -44 0.577 3.175 2.799 2.550 2.466 2.812 2.824 2.799 2.880 2.860
UNF#6 -40 0.635 3.505 3.094 2.817 2.725 3.108 3.119 3.094 3.180 3.157
UNF#8 - 36 0.706 4.166 3.708 3.401 3.299 3.721 3.734 3.708 3.800 3.777
UNF#10 -32 0.794 4.826 4.310 3.967 3.853 4.336 4.348 4.310 4.409 4.384
UNF#12 -28 0.907 5.486 4.897 4.503 4.374 4.923 4.935 4.897 5.004 4.976
UNF 1/4" -28 0.907 6.350 5.761 5.367 5.237 5.799 5.812 5.761 5.870 5.842
UNF 5/16" -24 1.058 7.938 7.249 6.792 6.640 7.287 7.300 7.249 7.371 7.341
UNF 3/8" -24 1.058 9.525 8.837 8.379 8.227 8.875 8.887 8.837 8.961 8.931
UNF 7/16" -20 1.270 11.112 10.287 9.738 9.555 10.338 10.351 10.287 10.424 10.391
UNF 1/2" -20 1.270 12.700 11.874 11.326 11.143 11.925 11.938 11.874 12.017 11.981
UNF 9/16" -18 1.411 14.288 13.371 12.761 12.555 13.421 13.434 13.371 13.520 13.482
UNF 5/8" -18 1.411 15.875 14.958 14.348 14.143 15.009 15.022 14.958 15.110 156.072
UNF 3/4" -16 1.588 19.050 18.019 17.330 17.102 18.070 18.082 18.019 18.184 18.143
UNF 7/8" -14 1.814 22.225 21.046 20.262 20.000 21.110 21,123 21.046 21.224 21.181
UNF 1" -12 2117 25.400 24.026 23.109 22.804 24.089 24.102 24.026 24.219 24171
UNF 1*1/8" -12 2117 28.575 27.201 26.284 25.979 27.252 27.277 27.201 27.339 27.351
UNF 1*1/4" -12 2117 31.750 30.376 29.459 29.154 30.427 30.452 30.376 30.579 30.528
UNF 1*3/8" -12 2117 34.925 38651 32.634 32.329 33.602 33.627 3815511 33.759 33.706
UNF 1*1/2" -12 2117 38.100 36.726 35.809 35.504 36.777 36.802 36.726 36.937 36.886
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Tap Tolerances

USER GUIDE

Tolerance classes of taps and tolerance positions for screw threads as per ISO metric standard.

tap tolerance

nut threads according to H tolerance

nut thread positioning of H tolerance

8H

tolerance classes for taps

nut thread positioning of G tolerance
8G

basic pitch diameter

Au = basic deviation of pitch

ISCAR
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For Optimum Tapping Conditions, Reduced
Machining Times and Increased Tap Life

Selection of the Most Suitable Tap

As a general rule, materials with deformation
capability of at least 10% can be cold-formed. To
decide on the most suitable tap, please refer to the
tap recommendation table on pages 374-377.

Pre-Tapping Holes

Check that the holes are within the prescribed
size range depending on the application

(see table on pages 379-381).

The holes should be clean and swarf-free.

Lubrication

Frequently the lubricant content of the coolant used
for general machining is too low for tapping.

If it is not possible to increase the lubricant
content, following are some possible solutions:

A separate lubricating unit can be connected

to the machine control, to deliver the required
quantity of concentrated emulsion into the core
hole or onto the tap.Tapping in separate operations
allows the use of the ideal tapping lubricant.

Tapping Speeds

The tapping speed has a great influence on chip flow
and the life of the tap. It is worthwhile to establish the
ideal speed by tapping trials. For recommended initial
values, see table on page 377. In addition, the following
should be taken into consideration: characteristics

of the material, machine and clamping method.

Effects of Unsuitable Tapping Speed

Forced tapping.

Tap lead chipping caused by overloaded cutting tooth.
Torn threads.

Unsatisfactory tap life.

Rejected threads.

Chip Explusion

Tap selection is also influenced by the type of hole
being threaded. Through hole tapping usually requires
a tap that pushes the chips out in front of the cutting
edge and through the other end of the hole. A bottom
hole tap must pull chips up and out of the hole.

VWYV

T
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Tap Jamming
Some possible causes of tap jamming are:

Unsuitable tap.

Tap with incorrect cutting geometry.
Unsuitable coolant for material.
Insufficient coolant.

Axial pressure (pull or push) on the tap.
Core hole too small.

Breaks in walls of core hole.

Speed too high or too low.

Swarf trapped in the hole.

Incorrect alignment of tap and core hole.
Tap eccentricity.
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Troubleshooting
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Problem Cause Solution
incorrect tap (cutting geometry unsuitable for application) use tap selected from the relevant material group
faulty alignment ensure that the tap is correctly aligned with the core hole axis
Tapped hole vl : o 2 ) y <
v tap jamming improve lubrication and direction of
coolant adjust cutting speed
incorrectly reground tap (lead tip is not concentric) regrind tap
incorrect tap (cutting geometry incorrect for application) use a tap from the relevant material group
. . . check feed rate programming and/or pitch of leading
Stripped threads | spindle speed and feed rate are not synchronized spindlle. use a tapping spindle with axial float (gti/gtin)
insufficient starting pressure exerted on tap (causes peeling) increase starting pressure
Bell mouthed ) . . . . . -
tapped hole incorrect starting pressure use a tapping spindle with axial float (gti/gtin)
mcorrec_t tap (G G 2eIe.07 Ve (el select tap for the relevant material group
for application)
Unsatisfactory ) )
thread surface | the tap is blunt replace or regrind tap
finish

tap badly re-ground

incorrect lubricant, concentration or quantity

regrind tap. check that cutting geometry is suitable for material

ensure the use of a suitable coolant and an ample supply

Partial chipping
of tap

swarf jamming
tap has jammed against bottom of pre-hole

tap incorrectly reground (lead-in diameter too
short, therefore too few cutting teeth)

irregular workpiece material structure

check cutting speed. use alternative tap

check hole and thread depths. drill a deeper pre-hole
ensure that correct dimensions are maintained when regrinding

adjust cutting speed. improve lubricant quality of coolant

Excessive tap wear

incorrect cutting speed

coolant lacking in lubricating qualities
and/or quantity

surface of the pre-hole is compacted

adjust cutting speed to suit workpiece material

ensure the use of a suitable coolant and an ample supply.
check that the coolant is reaching the cutting zone

check pre-hole drilling conditions (drill carefully to reduce
risk of surface compacting). check drill cutting edges

incorrect tap in use (cutting geometry unsuitable for application)

centering error

use tap from the relevant material group

ensure that axes of tap and pre-hole are aligned

Tap breakage blunt tap regrind tap
y use tapping spindle with axial float and
tap has reached bottom of pre-hole siipping clutch (GTI/GTIN)
pre-hole too small check for correct pre-hole size, see pages 379-381
ISCAR



USER GUIDE

Tap Nomenclature (Regrinding)

Example:
Tap 10 X 1,5 to Cut on Steel
Strength = 600 N/mm?2

D1 =10 Mm; Y = 15°; Sin (Y) = 0,25882;

0.25885
2

X = x10 ; X=1.29 mm

On all taps with spiral flutes, it is possible to find the pitch
of the spiral in reference to the lead screw necessary

for resharpening. In case of using taps equipped

with a deburring toal, it is necessary to extend the

flutes according to the supplier's recommendation.

As the wear on a tap is mainly on the chamfer area,

for taps with a gun nose, regrinding the flutes can

be done on the front area only (see picture 4).

In cases where the thread flanks are worn

(in addition to the active edges), regrinding

as described above is impractical.

In this case restoration is done, by cutting the chamfer

away (thus creating a shorter tap) and then reproducing
the chamfer with same angle and relief.

d1 major diameter Y gun nose front rake angle (see picture 5).

dm flank diameter A chamfer relief In the absence of special regrinding machines,
di minor diameter A1 pitch diameter relief on the land such restoration is advisable for regrinding taps
d3 chamfer diameter Y1 rake angle with spiral flutes. This is because regrinding

P pitch T width of land the flutes becomes unnecessary.

a flank angle S flute width

B chamfer angle d5 web thickness

® gun nose angle € angle of spiral flute

Regrinding

Tap regrinding takes place in two steps:

regrinding of relieved chamfer
2 regrinding of flutes (see picture 1)

—

Regrinding of Relieved Chamfer

It is recommended that the resharpening should be
executed either on specific tap regrinding machines or
on conventional resharpening machines equipped with
an auxiliary device to generate the circular back relief.

Picture 2 shows the regrinding done with the cylindrical
surface of a grinding wheel. Before regrinding, verify
that the tap, fixed between points or on the pincer, runs
concentrical. Also ensure that angle B is in the correct
order to keep the same number of threads on chamfer.

Resharpening of Flutes

The rake angle g is obtained by moving the tap axis,
in relation to the regrinding surface, of an amount

X to be calculated with the formula: X = 1/2 d1 sin
(Y) (see picture 3).(d1 =tap major diameter).
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General Recommendations (Regrinding)

Maintenance Picture 4

It is important to periodically regrind the worn tap.
This is to avoid permanent damage or even tool breakage.

The Grinding Wheels

The structure and grain of grinding wheels must
be appropriate for the tap to be resharpened. %

Taps for Cast Iron

Taps used on cast iron can rarely be resharpened, as
it is very abrasive and tends to wear the flank in such Sy
a manner that it becomes grossly out of tolerance.

Taps for Aluminun

After regrinding it is advisable to remove
the steel burrs with a wire brush.

Picture 5
Tap Inspection \ flank wear

It is important to inspect the tap after regrinding j
to ensure that all of the dimensions and angles MMW
have remained according to the specifications. LA AN

chamfer
Controls (tests) = A PRRARAANAARRY
Once the tap is resharpened, it is always T
best to test it to correctly obtain the same ] SNy
threads as when the tap was new. T [P

part to be new chamfer

* The chamfer must be perfectly on axis in order to avoid
cut away

the effects of picture 6.
The cutters must have correct divisions.
* The results of resharpening with an incorrect Picture 6 Picture 7
division is shown in picture 7.
e The length and number of threads in chamfer must
be precisely identical to those of the new tap.

Picture 1 Picture 2

=]

chamfer out of center incorrect division-cutters
not concentric

Picture 3

1 f—
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Test Report Form

Company Department

Address Phone

description of the tap being used at
present thread diameter and pitch make type

class of tolerance

[_Iright-hand cutting [ 1 left-hand cutting

[ luteless [ ] right-hand spiral flutes _____ degrees

[ Istraight flutes [ ] left-hand spiral flutes ____ degrees

[ Ispiral point [] lengthofchamfer _____ mm
Tool

additional information for special

pitches or thread forms major diameter

pitch diameter flank angle degrees

minor diameter

8
tap drill diameter length of hole
[Ithrough hold depth of full thread
[ blind hole

special requirements or unusual characteristics of the threaded product

Hole ‘ f f

o

unusual characteristics of the threaded product or of the tapping method.

ie. counterbore, tapping on an angle, etc.
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Tapping m/min
speed
rPM
) [Inone [Jemulson = % [l cutting oil [ other
Lubricant
| under pressure [ vaporization
LD type [ ] horizontal tapping [ ] vertical tapping
[ Itap revolvers number of spindles
Driving P P

[ ] workpiece revolvers

AL [ without ] power ] CNC %
Toolholder [ I rigid [| floating ] safety clutch
make type
material no. or designation
composition, if known
Material to
i 2
be tapped tensile strength or hardness __ N/mm HB HRc
chip form [ short L] long
[ Jannealed steel ] hardened steel [ heat treated steel
more detalils:

contact person

date signature
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Thread Standards
Cylindrical threads
UNC unified coarse thread series
UNF unified fine thread series
UNEF unified extra-fine thread series
UN constant pitch series - threads with constant pitch of t.p.i. 4, 6, 8, 12, 16, 20, 28, 32
UNS selected combinations - threads with special dia. - pitch combinations
UNJ unified threads with constant pitch with radius on minor diameter from 0.15011 pitch to 0.18042 pitch
UNJC unified coarse thread with radius on minor diameter from 0.15011 pitch to 0.18042 pitch
UNJEF unified extra-fine thread with radius on minor diameter from 0.15011 pitch to 0.18042 pitch
UNJF unified fine threads with radius on minor diameter from 0.15011 pitch to 0.18042 pitch

Pipe cylindrical threads

NPS cylindrical threads for pipe

NPSC american standard for pipe coupling

NPSF american standard for internal threads on pipe, dryseal

NPSH american standard for cylindrical threads for pipes, joints and nipples

NPSI american standard for internal cylindrical threads on pipe (dryseal)
NPSL american standard for cylindrical threads on pipes for nuts
NPSM american standard for cylindrical threads on pipes for mechanical joints
NGO american national pipe threads for gas exhaust
NGS american national pipe threads for gas

Taper pipe threads

ANPT taper pipe threads for army, navy and airforce
F-PTE taper pipe fine threads (dryseal)

Trapezoidal and saw tooth threads

ACME-C ACME self-centering threads

ACME-G ACME generical application

STUB-ACME acme flat threads with reduced thread depth
60° STUB-ACME acme flat threads with 60° flank angle

N BUTT american national saw tooth threads

British standard

BSW | whitworth british standard coarse pitch
BSF whitworth british standard fine pitch

WHIT | whitworth standard special pitch

R british standard external threading for taper pipe (dryseal) (already BSP-Tr)
Rc british standard internal threading taper thread for pipe (BSP-Tr)

Rp british standard cylindrical thread for pipe (already BSP.PI)

BA british standard association threads

BSC | british standard threads for bicycles

CEl british standard for bicycles
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GTI / GTIN - Tapping Attachment
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Compact tapping collet with tension and compression
floating mechanism for ER32 collet chucks

A tapping collet for standard and rigid tapping
operations. The GTIN ER32 collet makes tap

removal and replacement easy, quick and reliable.
Designed for stationary and rotating applications,

the GTIN ER32 collets are economical and efficient
due to the ability to use existing ER32 collet

chucks (with various shank sizes and types).

Applications:

The GTIN ER32 tapping collet is designed especially for
CNC mill/turn centers, for regular and rigid tapping.

Advantages:
Quick tap change with a front clamping nut

e Compact design for minimal clearance
between the turret and chuck.

o Fits every type of stationary and
rotating ER32 collet chuck.

e Positive tap drive with internal square driver.

e Compensates for machine feed and tap pitch
variance, resulting in greater thread accuracy.

¢ Floating mechanism compensates for
misalignment between tap and workpiece.

® High accuracy due to tension and
compression mechanism.

e Available for all tap shank standards (DIN, ISO, ANSI, JIS).

e Tapping range M1-M16 (#0 to 5/8").

e Saves setup time by quick tap changing
without removing GTIN from the machine.

e Optimal for machines which have limited
space between the turret and workpiece.

Operation

For through- and blind-hole tapping:

n enter feed rate

according to
thread pitch

(or 1-2 % lower).
Set spindle to
starting point
with 0.08 mm

clearance.

start spindle
forward with right
hand rotation
until reaching
desired depth.

stop feed and
rotation and
reverse to
starting point.

\H\\m
S——
i

Description:

Short tap chucks for ER collets.

Application:

Axial float/tension/compression type for

CNC milling machines and lathes with

reversing motors and rigid tapping.

Features:

Floating mechanism compensates for

misalignment between tap and workpiece.

Right- and left-hand tapping.

Advantages:

e Compensates for machine feed and tap pitch variance.

Practical and efficient tap holding by the ER
spring collet without using jaw drive.

e Compact design for minimal clearance applications.

Heavy duty design for high torque drive ensures
the same accuracy as the tap itself.

»

‘||=||§

>
qnp

v v v
CAT ANSI BT MAS-403
B5.50

v
straight shank GTIN
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DIN 13 HSS Hand Tap Set for - TH DRVS
1 W || HsS || 6H

ISO Metric Coarse Threads i — T ]L7| 777777777 g 0 [

A i oo ||

Dimensions

Designation TDZ TP@ OAL THL DCONMS NOF® DRVS® Pre-hole Standard | £
TPH M-2X0.4-W M2 0.400 36.00 8.0 2.80 3 210 1.60 DIN 352 o
TPH M-2.2X0.45-W M2.2 0.450 36.00 9.0 2.80 3 210 1.75 DIN 352 .
TPH M-2.5X0.45-W M2.5 0.450 40.00 9.0 2.80 3 2.10 2.05 DIN 352 o
TPH M-2.6X0.45-W (1) M2.6 0.450 40.00 90 2.80 3 2.10 210 DIN 352 °
TPH M-3X0.5-W M3 0.500 40.00 11.0 3.50 3 2.70 2.50 DIN 352 [
TPH M-3.5X0.6-W M3.5 0.600 45.00 13.0 4.00 3 3.00 2.90 DIN 352 .
TPH M-4X0.7-W M4 0.700 45.00 13.0 450 3 3.40 3.30 DIN 352 o
TPH M-4.5X0.75-W M4.5 0.750 50.00 16.0 6.00 3 4.90 3.70 DIN 352 .
TPH M-5X0.8-W M5 0.800 52.00 16.0 6.00 3 4.90 4.20 DIN 352 o
TPH M-5.5X0.9-W M5.5 0.900 56.00 18.0 6.00 3 4.90 4.60 DIN 352 .
TPH M-6X1.0-W M6 1.000 56.00 18.0 6.00 3 4.90 5.00 DIN 352 o
TPH M-7X1.0-W M7 1.000 56.00 18.0 6.00 3 4.90 6.00 DIN 352 L]
TPH M-8X1.25-W M8 1.250 63.00 20.0 6.00 3 4.90 6.80 DIN 352 [
TPH M-9X1.25-W M9 1.250 63.00 20.0 7.00 4 5.50 7.80 DIN 352 .
TPH M-10X1.5-W M10 1.500 70.00 22.0 7.00 4 5.50 8.50 DIN 352 o
TPH M-11X1.5-W M1 1.500 70.00 22.0 8.00 4 6.20 9.50 DIN 352 .
TPH M-12X1.75-W M12 1.750 80.00 24.0 9.00 4 7.00 10.20 DIN 352 o
TPH M-14X2.0-W M14 2.000 80.00 26.0 11.00 4 9.00 12.00 DIN 352 .
TPH M-16X2.0-W M16 2.000 80.00 27.0 12.00 4 9.00 14.00 DIN 352 [
TPH M-18X2.5-W M18 2.500 95.00 30.0 14.00 4 11.00 15.50 DIN 352 o
TPH M-20X2.5-W M20 2.500 95.00 32.0 16.00 4 12.00 17.50 DIN 352 o

e NOTE: Each set contains 2 or 3 taps e For user guide and cutting conditions, see pages 374-396

() DIN profile

@ Thread pitch

(3 Number of flutes

@) Torque key size

| N C H
Dimensions

Designation TDZ TP mm() OAL THL DCONMS NOF®@ DRVS® Pre-hole  Standard | £
TPH M-2X0.4-W M2 .400 1.417 315 .10 3 .083 .06 DIN 352 o
TPH M-2.2X0.45-W M2.2 450 1.417 .354 110 3 .083 07 DIN 352 .
TPH M-2.5X0.45-W M2.5 450 1.575 .354 110 3 .083 .08 DIN 352 o
TPH M-2.6X0.45-W M2.6 450 1.575 .354 110 3 .083 .08 DIN 352 o
TPH M-3X0.5-W M3 .500 1.575 433 138 3 106 10 DIN 352 [
TPH M-3.5X0.6-W M3.5 600 1.772 512 157 3 118 1 DIN 352 L]
TPH M-4X0.7-W M4 .700 1.772 512 a7 3 134 A3 DIN 352 [
TPH M-4.5X0.75-W M4.5 750 1.968 .630 236 3 193 15 DIN 352 .
TPH M-5X0.8-W M5 .800 2.047 .630 .236 3 193 A7 DIN 352 o
TPH M-5.5X0.9-W M5.5 .900 2.205 .709 236 3 193 18 DIN 352 o
TPH M-6X1.0-W M6 1.000 2.205 .709 .236 3 193 .20 DIN 352 [
TPH M-7X1.0-W M7 1.000 2.205 .709 236 3 193 24 DIN 352 L]
TPH M-8X1.25-W M8 1.250 2.480 787 .236 3 193 27 DIN 352 [
TPH M-9X1.25-W M9 1.250 2.480 787 276 4 217 31 DIN 352 o
TPH M-10X1.5-W M10 1.500 2.756 .866 276 4 217 .33 DIN 352 o
TPH M-11X1.5-W M11 1.500 2.756 .866 315 4 244 37 DIN 352 .
TPH M-12X1.75-W M12 1.750 3.150 .945 .354 4 276 40 DIN 352 o
TPH M-14X2.0-W M14 2.000 3.150 1.024 433 4 .354 AT DIN 352 L]
TPH M-16X2.0-W M16 2.000 3.150 1.063 AT2 4 354 .55 DIN 352 [
TPH M-18X2.5-W M18 2.500 3.740 1.181 551 4 433 61 DIN 352 .
TPH M-20X2.5-W M20 2.500 3.740 1.260 .630 4 AT72 69 DIN 352 o

e NOTE: Each set contains 2 or 3 taps e For user guide and cutting conditions, see pages 374-396

) Pitch in mm

2 Number of flutes

© Torque key size

P




ONE 74P
TPG M (HSS) | OAL E{;ﬂ .
DIN 13 HSS Gun Point T~ —_ =
Machine Taps - ISO Metric = ' HSS-E[| 6H ||A°
Coarse Threads for a Wide TEZ + ff]Lf| fffffffff %ﬂ DCONMS
Range of Materials w
: P ; o
M E T R | C
Dimensions Tough <— Hard
| B
Designation 0Z TP OAL THL LU DCONMS NOF? DRVS® Prehole Standard| £ | T | £
TPG M-2X0.4-M M2 0400 4500 80 130 2.80 3 210 160 DN371 | ® | o | e
TPG M-2.2X0.45-M M2.2 0450 4500 80 130 2,80 3 2.10 175 DN371 | o | o | @
TPG M-2.3X0.4-M M2.3 0400 4500 80 130 2.80 3 2.10 190 DN371 | o | o | @
TPG M-2.5X0.45-M M2.5 0450 5000 90 150 2.80 3 210 2,05 DN371 | o | o | @
TPG M-2.6X0.45-M M2.6 0450 5000 90 150 2.80 3 2.10 210 DN371 | o | o | @
TPG M-3X0.5-M M3 0500 5600 110 180 350 3 2.70 250 DN371 | o | o | ®
TPG M-3.5X0.6-M M35 0600 5600 120 200 400 3 3.00 2.90 ON371 | o | o | @
TPG M-4X0.7-M M4 0700 6300 130 210 450 3 3.40 3.30 ON371 | o | o | @
TPG M-4.5X0.75-M M4.5 0750 7000 140 250 6.00 B 490 370 DN371 | o | o | @
TPG M-5X0.8-M M5 0800 7000 150 250 6.00 3 4.90 420 DN371 | o | o | @
TPG M-6X1.0-M M6 1000 8000 170 300 6.00 3 490 5.00 DNG71 | o | o | ®
TPG M-7X1.0-M M7 1000 8000 170 300 7.00 3 5.50 6.00 DN371 | o | o | ®
TPG M-8X1.25-M M8 1250 9000 200 350 8.00 3 6.20 6.80 ON371 | o | o | @
TPG M-9X1.25-M M9 1250 9000 200 350 9.00 3 7.00 7.80 DN371 | o | o | @
TPG M-10X1.5-M M10 1500 10000 220 390 1000 3 8.00 850 DN371 | o | o | @
TPG M-11X1.5-M M1 1500 10000 220 - 8.00 3 6.20 9.50 DN376 | o | o | @
TPG M-12X1.75-M M12 1750 11000 240 - 9.00 3 7.00 1020 DN376 | © | o | e
TPG M-14X2.0-M M14 2000 11000 260 - 11.00 3 9.00 1200 DN376 | © | o | e
TPG M-16X2.0-M M16 2000 11000 270 2 12.00 3 9.00 1400 DN376 | o | o | e
TPG M-18X2.5-M M18 2500 12500 300 - 14.00 4 11.00 1550 DN376 | © | o | e
TPG M-20X2.5-M M20 2500 14000 320 - 16.00 4 12.00 1750 DN376 | o | o | e
TPG M-22X2.5-M M22 2500 14000 320 - 18.00 4 1450 1950 DN376 | e | e | e
TPG M-24X3.0-M M24 3000 16000 340 - 18.00 4 1450 2100 DN376 | o | o | e
TPG M-27X3.0-M M27 3000 16000 360 - 20,00 4 16.00 2400 DN376 | ® | o | e
TPG M-30X3.5-M M30 3500 18000  40.0 - 22,00 4 18.00 2650 DN376 | ® | o | e

* For user guide and cutting conditions, see pages 374-396
() Thread pitch

2 Number of flutes

@) Torque key size

Dimensions Tough «<— Hard

=

Designation TDZ TPmm® OAL THL LU DCONMS NOF? DRVS® Pre-hole Standard| £ | £ | T
TPG M-2X0.4-M M2 400 1.772 315 .51 110 3 .083 .06 DIN 371 ° () °
TPG M-2.2X0.45-M M2.2 450 1.772 315 51 110 8 .083 .07 DIN 371 [ ° °
TPG M-2.3X0.4-M M2.3 400 1.772 315 51 110 3 .083 .07 DIN 371 [ o 3
TPG M-2.5X0.45-M M2.5 450 1.968 354 .59 110 3 .083 .08 DIN 371 () ° °
TPG M-2.6X0.45-M M2.6 450 1968 34 59 110 5 083 8 ON37i| e | o | e
TPG M-3X0.5-M M3 .500 2.205 433 Na 138 3 106 10 DIN 371 (] ] °
TPG M-3.5X0.6-M M3.5 .600 2.205 AT2 .79 157 3 118 1 DIN 371 ° ] °
TPG M-4X0.7-M M4 .700 2.480 512 .83 A77 & 134 13 DIN 371 [ ° °
TPG M-4.5X0.75-M M4.5 .750 2.756 551 .98 236 3 193 15 DIN 371 [ o 3
TPG M-5X0.8-M M5 .800 2.756 591 .98 236 3 193 A7 DIN 371 () ° °
TPG M-6X1.0-M M6 1000 8150 660 118 236 3 193 20 ON37i| e | o | e
TPG M-7X1.0-M M7 1.000 3.150 .669 1.18 276 3 217 24 DIN 371 ° ° °
TPG M-8X1.25-M M8 1.250 3.543 787 1.38 315 3 244 27 DIN 371 (] ° e
TPG M-9X1.25-M M9 1.250 3.543 787 1.38 .354 3 276 .31 DIN 371 [ [ °
TPG M-10X1.5-M M10 1.500 3.937 .866 1.54 .394 3 315 .33 DIN 371 [ o 3
TPG M-11X1.5-M M11 1.500 3.937 .866 - 315 3 244 37 DIN 376 () ° 3
TPG M-12X1.75-M M12 1.750 4.331 .945 - .354 3 276 40 DIN 376 (] L] o
TPG M-14X2.0-M M14 2.000 4.331 1.024 - 433 8] .354 A7 DIN 376 (] ° [ )
TPG M-16X2.0-M M16 2000 4331 1083 - 472 3 34 %5 ON3 | e | o | e
TPG M-18X2.5-M M18 2.500 4.921 1.181 - .551 4 433 .61 DIN 376 [ ° ]
TPG M-20X2.5-M M20 2.500 5512 1.260 - .630 4 472 .69 DIN 376 () o 3
TPG M-22X2.5-M M22 2.500 5.512 1.260 - 709 4 571 N DIN 376 [ ° 3
TPG M-24X3.0-M M24 3000 6299 183 - 709 4 571 8 ONa6 | e | e | e
TPG M-27X3.0-M M27 3.000 6.299 1.417 - 787 4 .630 94 DIN 376 (] o °
TPG M-30X3.5-M M30 3.500 7.087 1.575 - .866 4 .709 1.04 DIN 376 [ o 3

® For user guide and cutting conditions, see pages 374-396
™ Pitch in mm

2 Number of flutes

@) Torque key size

398 ISCAR




ONEAF
TPG l\:I‘F"(:ISS) | OAL E{;ﬂ M

DIN 13 HSS Gun Point Machine T~ DEVS gy
Taps - ISO Metric Fine Threads T = = ' HSS-E|| 6H °
for a Wide Range of Materials TDZ+ ff]Lf| fffffffff %ﬂi DCONMS

| ‘

Dimensions Tough <— Hard
% | F
Designation TDZ TP() OAL THL DCONMS NOF®  DRVS® Pre-hole Standard | £ | £ | £
TPG MF-4X0.5-M M4 0.500 63.00 10.0 2.80 3 2.10 350 DIN 374 . . (]
TPG MF-5X0.5-M M5 0.500 70.00 1.0 3.50 3 2.70 4.50 DIN 374 ° [} °
TPG MF-6X0.75-M M6 0.750 80.00 13.0 4.50 3 3.40 5.20 DIN 374 o [} [}
TPG MF-6X0.5-M M6 0.500 80.00 13.0 4.50 3 340 5.50 DIN 374 . (] (]
TPG MF-7X0.75-M M7 0.750 80.00 14.0 5.50 3 430 6.20 DIN 374 . . .
TPG MF-8X1.0-M M8 1.000 90.00 17.0 6.00 3 4.90 7.00 DIN 374 ° [} °
TPG MF-8X0.75-M M8 0.750 80.00 14.0 6.00 8 4.90 7.20 DIN 374 ° . .
TPG MF-10X1.25-M M10 1.250 100.00 22.0 7.00 3 5.50 8.80 DIN 374 o o °
TPG MF-10X1.0-M M10 1.000 90.00 18.0 7.00 3 5.50 9.00 DIN 374 o [} [}
TPG MF-10X0.75-M M10 0.750 90.00 18.0 7.00 8 5.50 9.20 DIN 374 (] (] (]
TPG MF-12X1.5-M M12 1.500 100.00 22.0 9.00 3 7.00 10.50 DIN 374 . . .
TPG MF-12X1.25-M M12 1.250 100.00 22.0 9.00 3 7.00 10.80 DIN 374 o o [}
TPG MF-12X1.0-M M12 1.000 100.00 18.0 9.00 8 7.00 11.00 DIN 374 ° . .
TPG MF-14X1.5-M M14 1.500 100.00 22.0 11.00 3 9.00 12.50 DIN 374 o o [}
TPG MF-14X1.25-M M14 1.250 100.00 22.0 11.00 3 9.00 12.80 DIN 374 o [} °
TPG MF-14X1.0-M M14 1.000 100.00 18.0 11.00 8 9.00 13.00 DIN 374 . . .
TPG MF-16X1.5-M M16 1.500 100.00 22.0 12.00 3 9.00 14.50 DIN 374 . .
TPG MF-16X1.0-M M16 1.000 100.00 18.0 12.00 3 9.00 15.00 DIN 374 o [} o
TPG MF-18X1.5-M M18 1.500 110.00 25.0 14.00 4 11.00 16.50 DIN 374 . . .
TPG MF-18X1.0-M M18 1.000 110.00 20.0 14.00 4 11.00 17.00 DIN 374 o o °
TPG MF-20X1.5-M M20 1.500 125.00 25.0 16.00 4 12.00 18.50 DIN 374 ° [}
TPG MF-20X1.0-M M20 1.000 125.00 20.0 16.00 4 12.00 19.00 DIN 374 . . .
TPG MF-22X1.5-M M22 1.500 125.00 25.0 18.00 4 14.50 20.50 DIN 374 o [} °
TPG MF-22X1.0-M M22 1.000 125.00 20.0 18.00 4 14.50 21.00 DIN 374 ° o o
TPG MF-24X2.0-M M24 2.000 140.00 27.0 18.00 4 14.50 22.00 DIN 374 . . .
TPG MF-24X1.5-M M24 1.500 140.00 27.0 18.00 4 14.50 22.50 DIN 374 o o °
TPG MF-26X1.5-M M26 1.500 140.00 28.0 18.00 4 14.50 24.50 DIN 374 ° [} [}
TPG MF-27X2.0-M Mm27 2.000 140.00 28.0 20.00 4 16.00 25.00 DIN 374 . . .
TPG MF-27X1.5-M Mm27 1.500 140.00 28.0 20.00 4 16.00 25.50 DIN 374 o o °
TPG MF-28X1.5-M M28 1.500 140.00 28.0 20.00 4 16.00 26.50 DIN 374 o o °
TPG MF-30X2.0-M M30 2.000 150.00 30.0 22.00 4 18.00 28.00 DIN 374 . . .
TPG MF-30X1.5-M M30 1.500 150.00 30.0 22.00 4 18.00 28.50 DIN 374 . . .
e For user guide and cutting conditions, see pages 374-396
() Thread pitch
2 Number of flutes
@) Torque key size
_-—cce




400

ONE i~
TPG MF (HSS) | oL E{ﬂ M
DIN 13 HSS Gun Point Machine T~ —_ P
Taps - ISO Metric Fine Threads = ' HSS-E[| 6H ||7.°
for a Wide Range of Materials TDZ+ ff]Lf| fffffffff %{I DCONMS
* ! -
| N C H
Dimensions Tough «<— Hard
o | E
Designation TDZ TPmm® QAL THL DCONMS NOF®  DRVS® Pre-hole Standard | £ | £ | %
TPG MF-4X0.5-M M4 500 2.480 304 110 3 083 14 DN374 | o | o | e
TPG MF-5X0.5-M M5 .500 2.756 433 138 3 .106 18 DIN 374 o [} °
TPG MF-6X0.75-M M6 .750 3.150 512 77 3 134 .20 DIN 374 [} o °
TPG MF-6X0.5-M M6 500 3.150 512 A77 3 134 22 DN374 | o | o | e
TPG MF-7X0.75-M M7 .750 3.150 551 217 3 .169 24 DIN 374 o o °
TPG MF-8X1.0-M M8 1.000 3.543 669 .236 3 193 .28 DIN 374 o o °
TPG MF-8X0.75-M M8 750 3.150 551 236 3 198 28 DN374 | ® | o | e
TPG MF-10X1.25-M M10 1.250 3.937 .866 276 3 217 35 DIN 374 o o °
TPG MF-10X1.0-M M10 1.000 3.543 .709 276 3 217 .35 DIN 374 o ° °
TPG MF-10X0.75-M M10 750 3543 709 276 3 217 36 DN374 | o | o | e
TPG MF-12X1.5-M M12 1500 3.937 866 354 3 276 4 DN374 | o | o | e
TPG MF-12X1.25-M M12 1.250 3.937 .866 .354 3 276 43 DIN 374 o o °
TPG MF-12X1.0-M M12 1,000 3.937 709 354 3 276 43 DN374 | ® | o | e
TPG MF-14X1.5-M M14 1.500 3.937 .866 433 3 .364 49 DIN 374 o [} o
TPG MF-14X1.25-M M14 1.250 3.937 .866 433 3 .354 50 DIN 374 [} o °
TPG MF-14X1.0-M M14 1,000 3.937 709 433 3 354 51 DN374 | o | o | e
TPG MF-16X1.5-M M16 1.500 3.937 .866 A72 & .364 57 DIN 374 o o
TPG MF-16X1.0-M M16 1.000 3.937 .709 A72 3 .354 59 DIN 374 o [} °
TPG MF-18X1.5-M M18 1500 4,331 984 551 4 433 65 DN374 | o | o | e
TPG MF-18X1.0-M M18 1.000 4.331 787 551 4 433 67 DIN 374 o [} °
TPG MF-20X1.5-M M20 1.500 4.921 984 .630 4 AT2 .73 DIN 374 o o
TPG MF-20X1.0-M M20 1,000 4,921 787 630 4 472 75 DN374 | ® | o | e
TPG MF-22X1.5-M M22 1.500 4.921 984 .709 4 571 81 DIN 374 o () °
TPG MF-22X1.0-M M22 1.000 4.921 787 .709 4 571 .83 DIN 374 o o °
TPG MF-24X2.0-M M24 2.000 5.512 1.063 .709 4 571 87 DIN 374 ° o o
TPG MF-24X1.5-M M24 1.500 5512 1.063 .709 4 571 .89 DIN 374 o o °
TPG MF-26X1.5-M M26 1.500 61512 1.102 .709 4 571 .96 DIN 374 o () o
TPG MF-27X2.0-M M27 2,000 5.512 1102 787 4 630 98 DN374 | ® | o | e
TPG MF-27X1.5-M Mm27 1.500 5512 1.102 787 4 .630 1.00 DIN 374 o () °
TPG MF-28X1.5-M M28 1.500 5.512 1.102 787 4 .630 1.04 DIN 374 ° [} o
TPG MF-30X2.0-M M30 2,000 5.906 1.181 866 4 709 110 DN374 | ® | o | e
TPG MF-30X1.5-M M30 1500 5.906 1181 866 4 709 112 DN374 | ® | o | e

e For user guide and cutting conditions, see pages 374-396
() Pitch in mm

2 Number of flutes

©) Torque key size
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ONE i~
TPG l::llg (HSS) | OAL E{;ﬂ M

HSS Gun Point Machine Taps PTHLQ DRVS 5

- Unified Coarse Threads for T = = L HSS-E|| 2B IR
i i TDZ - | -

a Wide Range of Materials : + ]L | %ﬂ DCONMS

—— *

Dimensions Tough <— Hard
5| =
Designation TDZ TP  OAL  THL LU DCONMS NOF2 DRVS® Pre-hole Standard| % | % | %
TPG UNC-#4-40-M # 400 500 110 180 350 3 2.70 230 DN371 | o | @ | e
TPG UNC-#5-40-M #5 40.0 56.00 1.0 18.0 3.50 3 2.70 2.60 DIN 371 [ ° °
TPG UNC-#6-32-M #6 32.0 56.00 12.0 20.0 4,00 3 3.00 2.85 DIN 371 [ ] °
TPG UNC-#8-32-M # 320 6300 130 210 450 3 340 35  DIN3T1 | e .
TPG UNC-#10-24-M #0 2.0 7000 150 250 6.00 3 490 390 DN371 | o | o | e
TPG UNC-#12-24-M #12 24,0 80.00 16.0 30.0 6.00 & 4.90 4.50 DIN 371 [ ) °
TPG UNC-1/4-20-M 144" 200 8000 170 300 7.00 3 550 520 DN371 | e | o | e
TPG UNC-5/16-18-M 5/16" 18.0 90.00 20.0 35.0 8.00 & 6.20 6.60 DIN 371 [ [ °
TPG UNC-3/8-16-M 3/8" 16.0 100.00 22.0 39.0 9.00 3 7.00 8.00 DIN 371 [ ] °
TPG UNC-7/16-14-M 716" 140 10000 220 - 8.00 3 6.20 940 DN376 | ® | o | e
TPG UNC-1/2-13-M 1/2" 180 11000 250 - 9.00 3 7.00 1075 DN376 | ® | o | e
TPG UNC-9/16-12-M 9/16" 12.0 110.00 26.0 - 11.00 3 9.00 12.25 DIN 376 [ [ °
TPG UNC-5/8-11-M 5/8" 1.0 11000  27.0 - 12,00 3 9.00 1350 DIN376 | o | o | @
TPG UNC-3/4-10-M 3/4" 10.0 125.00 30.0 o 14.00 4 11.00 16.50 DIN 376 [ ° [
TPG UNC-7/8-9-M 7/8" 9.0 140.00 32.0 - 18.00 4 14.50 19.50 DIN 376 ° ] °
TPG UNC-1-8-M 1" 8.0 160.00 36.0 - 20.00 4 16.00 22.25 DIN 376 ° [ °

* For user guide and cutting conditions, see pages 374-396
() Threads per inch

(2 Number of flutes

@) Torque key size

Dimensions Tough <— Hard
n | E
Designation TOZ TPI"  OAL THL LU DCONMS NOF® DRVS® Pre-hole Standard | £ | £ | ¥
TPG UNC-#4-40-M #4 40.0 2.205 433 7 138 3 106 .09 DIN 371 ° ° °
TPG UNC-#5-40-M #5 40.0 2.205 433 71 138 3 106 10 DIN 371 o [ °
TPG UNC-#6-32-M #6 32.0 2.205 472 .79 157 3 118 Bh DIN 371 ° ° °
TPG UNC-#8-32-M #3 32.0 2.480 512 .83 77 3 134 14 DIN 371 ° °
TPG UNC-#10-24-M #10 24.0 2.756 591 .98 236 3 193 15 DIN 371 o [ °
TPG UNC-#12-24-M #12 24.0 3.150 630 118 236 & 193 .18 DIN 371 o ° [}
TPG UNC-1/4-20-M 1/4" 20.0 3.150 669 118 276 3 217 .20 DIN 371 ° ° °
TPG UNC-5/16-18-M 5/16" 18.0 3.543 787 1.38 315 3 244 .26 DIN 371 o ° [}
TPG UNC-3/8-16-M 3/8" 16.0 3.937 .866 1.54 354 3 276 .31 DIN 371 ° ° o
TPG UNC-7/16-14-M 7/16" 14.0 3.937 .866 = 315 3 244 37 DIN 376 (] o o
TPG UNC-1/2-13-M 12" 13.0 4.331 984 - 354 3 276 42 DIN 376 o [ °
TPG UNC-9/16-12-M 9/16" 12.0 4.331 1.024 - 433 & 354 48 DIN 376 ° ° [}
TPG UNC-5/8-11-M 5/8" 11.0 4331 1.063 - AT2 38 354 .53 DIN 376 o ° °
TPG UNC-3/4-10-M 3/4" 10.0 4.921 1.181 - 551 4 433 .65 DIN 376 o [ °
TPG UNC-7/8-9-M 7/8" 9.0 5.512 1.260 = .709 4 571 7 DIN 376 o o °
TPG UNC-1-8-M 1" 8.0 6.299 1.417 - 787 4 630 .88 DIN 376 o ° [}
e For user guide and cutting conditions, see pages 374-396
() Threads per inch
(2 Number of flutes
@ Torque key size
P




ONE 74P
TPG UNF (HSS) | OAL E{;ﬂ M

HSS Gun Point Machine Taps PTHLQ DRVS .

- Unified Fine Threads for a = - L HSS-E|| 2B IR
i i TDZ -

Wide Range of Materials ; + ]L | %m DCONMS

R *

Dimensions Tough «<— Hard

| =

Designation TDZ TP  OAL  THL LU DCONMS NOF® DRVS® Pre-hole Standard | ¥ | ¥ | ¥
TPG UNF-#4-48-M # 480 5600 110 180 3850 3 2.70 2.40 DIN 371 o | o | o
TPG UNF-#5-44-M #5 44.0 56.00 1.0 18.0 3.50 & 2.70 2.70 DIN 371 ° ° °
TPG UNF-#6-40-M #6 40.0 56.00 12.0 20.0 4.00 3 3.00 3.00 DIN 371 [ () °
TPG UNF-#8-36-M # 360 6300 130 210 450 3 340 350 DIN 371 o | o | o
TPG UNF-#10-32-M #0 320 7000 150 250 600 3 490 410 DIN 371 o | o | o
TPG UNF-#12-28-M #12 28.0 80.00 16.0 30.0 6.00 8] 4.90 4.70 DIN 371 () () °
TPG UNF-1/4-28-M 14" 280 8000 170 300  7.00 g 550 550 DIN 371 o | o | o
TPG UNF-5/16-24-M 5/16" 24,0 90.00 17.0 35.0 8.00 & 6.20 6.90 DIN 371 [ [ °
TPG UNF-3/8-24-M 3/8" 24,0 100.00 18.0 39.0 9.00 8] 7.00 8.50 DIN 371 [ () °
TPG UNF-7/16-20-M 716" 200 10000 220 - 8.00 3 6.20 9.90 DIN 374 o | o | o
TPG UNF-1/2-20-M 1/2" 200 10000 220 ; 9.00 3 7.00 11.50 DIN 374 o | o | o
TPG UNF-9/16-18-M 9/16" 18.0 100.00 22.0 - 11.00 8] 9.00 12.90 DIN 374 () ) °
TPG UNF-5/8-18-M 5/8" 180 10000 220 - 12.00 g 9.00 14,50 DIN 374 o | o | o
TPG UNF-3/4-16-M 3/4" 16.0 110.00 25.0 - 14.00 4 11.00 17.50 DIN 374 [ [ °
TPG UNF-7/8-14-M 7/8" 14.0 125.00 26.0 - 18.00 4 14.50 20.50 DIN 374 [ () °
TPG UNF-1-12-M 1" 12.0 140.00 28.0 - 20.00 4 16.00 23.25 DIN 374 [ [ °

* For user guide and cutting conditions, see pages 374-396
() Threads per inch

(2 Number of flutes

@) Torque key size

Dimensions Tough <— Hard

| E

Designation TDZ TPIO OAL THL LU DCONMS NOF@ DRVS®  Pre-hole  Standard S| E|F
TPG UNF-#4-48-M #4 48.0 2.205 433 7 138 3 106 .09 DIN 371 ° ° °
TPG UNF-#5-44-M #5 44.0 2.205 433 7 138 3 106 1 DIN 371 o o [}
TPG UNF-#6-40-M #6 40.0 2.205 472 .79 157 3 118 12 DIN 371 ° ° °
TPG UNF-#8-36-M #8 36.0 2.480 512 83 A77 3 134 14 DIN 371 ° . °
TPG UNF-#10-32-M #10 32.0 2.756 591 .98 236 3 193 .16 DIN 371 o o °
TPG UNF-#12-28-M #12 28.0 3.150 630 1.18 236 3 193 19 DIN 371 ° ° °
TPG UNF-1/4-28-M 1/4" 28.0 3.150 669 118 276 3 217 22 DIN 371 ° . °
TPG UNF-5/16-24-M 5/16" 24.0 3.543 669 1.38 315 3 244 27 DIN 371 o o [}
TPG UNF-3/8-24-M 3/8" 24.0 3.937 .709 154 354 3 276 .38 DIN 371 ° ° °
TPG UNF-7/16-20-M 716" 20.0 3.937 .866 - 315 3 244 .39 DIN 374 . ° .
TPG UNF-1/2-20-M 12" 20.0 3.937 .866 - 354 3 276 45 DIN 374 o o °
TPG UNF-9/16-18-M 9/16" 18.0 3.937 .866 - 433 & .354 .51 DIN 374 ° [} °
TPG UNF-5/8-18-M 5/8" 18.0 3.937 .866 - 472 3 354 .57 DIN 374 ° o .
TPG UNF-3/4-16-M 3/4" 16.0 4.331 984 - 551 4 433 .69 DIN 374 ° o [}
TPG UNF-7/8-14-M 7/8" 14.0 4.921 1.024 = .709 4 571 .81 DIN 374 o [} o
TPG UNF-1-12-M 1" 12.0 61512 1.102 - 787 4 630 92 DIN 374 o o [}

e For user guide and cutting conditions, see pages 374-396
() Threads per inch

(2 Number of flutes

@) Torque key size

402 ISCAR
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TPS M (HSS) | L li-il=d
DIN 13 HSS Spiral Flute Machine PTHLQ DRVS
Taps - Metric Coarse Threads T = = ' M ||HSS-E|| 6H
for a Wide Range of Materials TDZ+ ——]L—| ————————— ﬂEm DCONMS
! i &
—— -
Y| E T R | C
Dimensions Tough «<— Hard
i =
Designation TDZ TPM OAL THL LU  DCONMS  NOF? DRVS® Pre-hole Standard CSPY | % | ¥ | &
TPS M-2X0.4-M M2 0.400  45.00 8.0 13.0 2.80 3 2.10 1.60 DIN 371 0 o o o
TPS M-2.2X0.45-M M2.2 0450 45.00 8.0 13.0 2.80 3 2.10 1.75 DIN 371 0 [ ° °
TPS M-2.3X0.4-M M2.3 0400 45.00 8.0 13.0 2.80 3 2.10 1.90 DIN 371 0 (] [ [
TPS M-2.5X0.45-M M2.5 0450 50.00 9.0 15.0 2.80 3 2.10 2.05 DIN 371 0 o o o
TPS M-2.6X0.45-M M2.6 0450 50.00 9.0 15.0 2.80 3 2.10 2.10 DIN 371 0 o ° °
TPS M-3X0.5-M M3 0.500  56.00 6.0 18.0 3.50 3 2.70 2.50 DIN 371 0 [ o o
TPS M-3.5X0.6-M M35 0.600 56.00 7.0 20.0 4.00 3 3.00 2.90 DIN 371 0 o o o
TPS M-4X0.7-M M4 0.700  63.00 7.0 21.0 450 3 3.40 3.30 DIN 371 0 [ o o
TPS M-4.5X0.75-M M4.5  0.750 70.00 8.0 25.0 6.00 3 4.90 3.70 DIN 371 0 [ [ [
TPS M-5X0.8-M M5 0.800  70.00 8.0 25.0 6.00 3 490 4.20 DIN 371 0 o o o
TPS M-6X1.0-M M6 1.000 80.00 100 30.0 6.00 & 4.90 5.00 DIN 371 0 ° ° °
TPS M-7X1.0-M M7 1.000 80.00 10.0 30.0 7.00 3 5150 6.00 DIN 371 0 ° o o
TPS M-8X1.25-M M8 1250 9000 13.0 35.0 8.00 3 6.20 6.80 DIN 371 0 o o o
TPS M-9X1.25-M M9 1250 90.00 130 35.0 9.00 3 7.00 7.80 DIN 371 0 [ ° °
TPS M-10X1.5-M M10 1500 100.00 15.0 39.0 10.00 3 8.00 8.50 DIN 371 0 [ [ [
TPS M-11X1.5-M M11 1500 100.00 17.0 - 8.00 3 6.20 9.50 DIN 376 0 o o o
TPS M-12X1.75-M M12 1750 110.00 18.0 - 9.00 & 7.00 10.20 DIN 376 0 [ ° °
TPS M-14X2.0-M M14 2000 110.00 20.0 - 11.00 3 9.00 12.00 DIN 376 0 ° o o
TPS M-16X2.0-M M16 2000 110.00 20.0 - 12.00 3 9.00 14.00 DIN 376 0 o o o
TPS M-16X2.0-M-B M16 2,000 110.00 20.0 - 12.00 3 9.00 14.00 DIN 376 1 o
TPS M-18X2.5-M M18 2500 12500 25.0 - 14.00 4 11.00 15.50 DIN 376 0 [ [ [
TPS M-18X2.5-M-B M18 2500 125.00 25.0 = 14.00 4 11.00 15.50 DIN 376 1 [
TPS M-20X2.5-M M20 2500 140.00 25.0 - 16.00 4 12.00 17.50 DIN 376 0 [ [ [
TPS M-20X2.5-M-B M20 2500 140.00 25.0 - 16.00 4 12.00 17.50 DIN 376 1 o
TPS M-22X2.5-M M22 2500 140.00 25.0 = 18.00 4 14.50 19.50 DIN 376 0 o (] (]
TPS M-22X2.5-M-B M22 2500 140.00 25.0 - 18.00 4 14.50 19.50 DIN 376 1 o
TPS M-24X3.0-M M24 3000 160.00 30.0 - 18.00 4 14.50 21.00 DIN 376 0 [ ° °
TPS M-24X3.0-M-B M24  3.000 160.00 30.0 - 18.00 4 14.50 21.00 DIN 376 1 [}
TPS M-27X3.0-M M27  3.000 160.00 30.0 - 20.00 4 16.00 24.00 DIN 376 0 [ [ [
TPS M-30X3.5-M M30 3500 180.00 35.0 - 22,00 4 18.00 26.50 DIN 376 0 ° ° °
TPS M-30X3.5-M-B M30 3500 180.00 35.0 - 22.00 4 18.00 26.50 DIN 376 1 [}
* For user guide and cutting conditions, see pages 374-396
() Thread pitch
(2 Number of flutes
@ Torque key size
) 0 - Without coolant supply, 1 - With coolant supply
-
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Dimensions Tough «<— Hard
B E
Designation TDZ TPmm" OAL THL LU DCONMS NOF? DRVS® Pre-hole Standard CSPYW | %2 | £ | ¥
TPS M-2X0.4-M M2 400 1772 315 51 110 3 083 .06 DIN 371 0 o | o °
TPS M-2.2X0.45-M M2.2 450 1772 315 51 110 3 083 07 DIN 371 0 o [ o °
TPS M-2.3X0.4-M M2.3 400 1772 315 51 110 3 083 07 DIN 371 0 o | o °
TPS M-2.5X0.45-M M2.5 450 1968  .354 59 110 3 .083 .08 DIN 371 0 o [ [
TPS M-2.6X0.45-M M2.6 450 1968  .354 .59 110 3 .083 .08 DIN 371 0 ° ° °
TPS M-3X0.5-M M3 500 2205 286 .71 138 3 106 10 DIN 371 0 o | o °
TPS M-3.5X0.6-M M3.5 600 2205 276 .79 157 3 118 1 DIN 371 0 e | o )
TPS M-4X0.7-M M4 700 2480 276 .83 77 3 134 13 DIN 371 0 o [ o °
TPS M-4.5X0.75-M M4.5 750 275 315 98 236 3 193 15 DIN 371 0 o | o °
TPS M-5X0.8-M M5 .800 2756 3156 .98 236 3 193 A7 DIN 371 0 o o o
TPS M-6X1.0-M M6 1.000 3150 394 118 236 & 193 20 DIN 371 0 o ° °
TPS M-7X1.0-M M7 1.000 3150 394 1.18 276 3 217 24 DIN 371 0 o | o °
TPS M-8X1.25-M M8 1250 3543 512 1.38 315 3 244 27 DIN 371 0 e | o °
TPS M-9X1.25-M M9 1250 3543 512 138 354 3 276 31 DIN 371 0 o | o °
TPS M-10X1.5-M M10 1500 3937 591 154 394 3 315 33 DIN 371 0 o | o °
TPS M-11X1.5-M M11 1500 3937 669 - 315 g 244 37 DIN 376 0 o (o °
TPS M-12X1.75-M Mi2 1750 4331 709 - 354 3 276 40 DIN 376 0 o [ o °
TPS M-14X2.0-M Mi4 2000 4331 787 - 433 3 354 47 DIN 376 0 o | o °
TPS M-16X2.0-M M16 2000 4331 787 - 472 9 354 55 DIN 376 0 o (o °
TPS M-16X2.0-M-B M16 2000 4331 787 - 472 3 354 55 DIN 376 1 .
TPS M-18X2.5-M M18 2500 4921 984 - 551 4 433 61 DIN 376 0 o | o °
TPS M-18X2.5-M-B M18 2.500 4921 984 - 551 4 433 61 DIN 376 1 °
TPS M-20X2.5-M M20 2500 5512 984 - 630 4 A72 69 DIN 376 0 o [ o °
TPS M-20X2.5-M-B M20 2500 5512 984 - 630 4 A72 69 DIN 376 1 °
TPS M-22X2.5-M M22 2500 5512 984 - 709 4 571 a7 DIN 376 0 o (o °
TPS M-22X2.5-M-B M22 2500 5512 984 - 709 4 571 a7 DIN 376 1 .
TPS M-24X3.0-M M24 3000 6299 1.181 - 709 4 571 83 DIN 376 0 o | o °
TPS M-24X3.0-M-B M24 3000 6299 1.181 - 709 4 571 83 DIN 376 1 .
TPS M-27X3.0-M M7 3000 6299 1.181 - 787 4 630 94 DIN 376 0 o [ o °
TPS M-30X3.5-M M30 3500 7.087 1378 - 866 4 709 1.04 DIN 376 0 o | o °
TPS M-30X3.5-M-B M30 3500 7087 1378 - 866 4 709 1.04 DIN 376 1 .

* For user guide and cutting conditions, see pages 374-396
() Pitch in mm

2 Number of flutes

@) Torque key size

4) 0 - Without coolant supply, 1 - With coolant supply
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Dimensions Tough «<— Hard
=
Designation TDZ TP®  OAL  THL DCONMS  NOF®@ DRVS®  Pre-hole Standard | £ | £ | ¥
TPS MF-4X0.5-M M4 0.500 63.00 5.0 2.80 3 2.10 3.50 DIN 374 ° ° °
TPS MF-5X0.5-M M5 0.500 70.00 5.0 3.50 3 2.70 4.50 DIN 374 ° [} °
TPS MF-6X0.75-M M6 0.750 80.00 8.0 4.50 3 3.40 5.20 DIN 374 o [ [}
TPS MF-6X0.5-M M6 0.500 80.00 5.0 4.50 3 3.40 5.50 DIN 374 ° ° °
TPS MF-7X0.75-M M7 0.750 80.00 10.0 5.50 8 4.30 6.20 DIN 374 ° ° °
TPS MF-8X1.0-M M8 1.000 90.00 10.0 6.00 3 4.90 7.00 DIN 374 ° [ °
TPS MF-8X0.75-M M8 0.750 80.00 8.0 6.00 3 490 7.20 DIN 374 ° o °
TPS MF-10X1.25-M M10 1.250 100.00 16.0 7.00 3 5.50 8.80 DIN 374 o [ °
TPS MF-10X1.0-M M10 1.000 90.00 10.0 7.00 3 5150 9.00 DIN 374 o [ [}
TPS MF-10X0.75-M M10 0.750 90.00 10.0 7.00 3 5.50 9.20 DIN 374 ° ° °
TPS MF-12X1.5-M M12 1.500 100.00 15.0 9.00 & 7.00 10.50 DIN 374 o ° °
TPS MF-12X1.25-M Mi12 1.250 100.00 15.0 9.00 3 7.00 10.80 DIN 374 o [ [}
TPS MF-12X1.0-M M12 1.000 100.00 11.0 9.00 & 7.00 11.00 DIN 374 ° ° °
TPS MF-14X1.5-M M14 1.500 100.00 15.0 11.00 3 9.00 12.50 DIN 374 o [ [}
TPS MF-14X1.25-M Mi14 1.250 100.00 15.0 11.00 3 9.00 12.80 DIN 374 o [ °
TPS MF-14X1.0-M M14 1.000 100.00 11.0 11.00 & 9.00 13.00 DIN 374 ° ° °
TPS MF-16X1.5-M M16 1.500 100.00 15.0 12.00 & 9.00 14.50 DIN 374 o [ °
TPS MF-16X1.0-M M16 1.000 100.00 12.0 12.00 3 9.00 15.00 DIN 374 o ° o
TPS MF-18X1.5-M M18 1.500 110.00 17.0 14.00 4 11.00 16.50 DIN 374 ° ° °
TPS MF-18X1.0-M M18 1.000 110.00 13.0 14.00 4 11.00 17.00 DIN 374 o [ °
TPS MF-20X1.5-M M20 1.500 125.00 17.0 16.00 4 12.00 18.50 DIN 374 ° [ o
TPS MF-20X1.0-M M20 1.000 125.00 14.0 16.00 4 12.00 19.00 DIN 374 ° ° °
TPS MF-22X1.5-M M22 1.500 125.00 17.0 18.00 4 14.50 20.50 DIN 374 o ° °
TPS MF-22X1.0-M M22 1.000 125.00 14.0 18.00 4 14.50 21.00 DIN 374 ° ° o
TPS MF-24X2.0-M M24 2.000 140.00 20.0 18.00 4 14.50 22.00 DIN 374 ° ° °
TPS MF-24X1.5-M M24 1.500 140.00 20.0 18.00 4 14.50 22.50 DIN 374 o [ °
TPS MF-26X1.5-M M26 1.500 140.00 20.0 18.00 4 14.50 24.50 DIN 374 ° [ [}
TPS MF-27X2.0-M M27 2.000 140.00 20.0 20.00 4 16.00 25.00 DIN 374 ° [} °
TPS MF-27X1.5-M M27 1.500 140.00 20.0 20.00 4 16.00 25.50 DIN 374 o [ °
TPS MF-28X1.5-M M28 1.500 140.00 20.0 20.00 4 16.00 26.50 DIN 374 o ° °
TPS MF-30X2.0-M M30 2.000 150.00 22.0 22.00 4 18.00 28.00 DIN 374 ° ° °
TPS MF-30X1.5-M M30 1.500 150.00 22.0 22.00 4 18.00 28.50 DIN 374 ° ° °

e For user guide and cutting conditions, see pages 374-396
() Thread pitch

2 Number of flutes

@) Torque key size

Member IMC Group
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Dimensions Tough <— Hard

=

Designation TDZ TPmm)  OAL THL  DCONMS NOF?  DRVS® Pre-hole Standard | £ | £ | ¥
TPS MF-4X0.5-M M4 .500 2.480 197 110 8 .083 14 DIN 374 ° o °
TPS MF-5X0.5-M M5 .500 2.756 197 138 3 106 18 DIN 374 ° ° °
TPS MF-6X0.75-M M6 .750 3.150 315 A77 3 134 .20 DIN 374 o [ °
TPS MF-6X0.5-M M6 .500 3.150 197 A77 3 134 22 DIN 374 ° o °
TPS MF-7X0.75-M M7 .750 3.150 394 217 3 .169 24 DIN 374 o [ °
TPS MF-8X1.0-M M8 1.000 3.543 394 .236 3 .193 .28 DIN 374 ° [ [}
TPS MF-8X0.75-M M8 .750 3.150 315 .236 3 .193 .28 DIN 374 ° ° °
TPS MF-10X1.25-M M10 1.250 3.937 630 276 3 217 .35 DIN 374 o [ °
TPS MF-10X1.0-M M10 1.000 3.543 394 276 3 217 kS5) DIN 374 o [ °
TPS MF-10X0.75-M M10 .750 3.543 394 276 3 217 .36 DIN 374 o ° °
TPS MF-12X1.5-M M12 1.500 3.937 591 .354 & 276 A DIN 374 o [ [}
TPS MF-12X1.25-M M12 1.250 3.937 591 .354 3 276 43 DIN 374 ° [ [}
TPS MF-12X1.0-M M12 1.000 3.937 433 .354 3 .276 43 DIN 374 ° o °
TPS MF-14X1.5-M M14 1.500 3.937 591 433 3 .364 49 DIN 374 o [ [}
TPS MF-14X1.25-M M14 1.250 3.937 591 433 3 .354 .50 DIN 374 o [ °
TPS MF-14X1.0-M M14 1.000 3.937 433 433 3 .354 51 DIN 374 ° ° °
TPS MF-16X1.5-M M16 1.500 3.937 591 AT2 & .354 57 DIN 374 o [ °
TPS MF-16X1.0-M M16 1.000 3.937 A72 A72 3 .354 59 DIN 374 ° [ [}
TPS MF-18X1.5-M M18 1.500 4.331 669 .651 4 433 .65 DIN 374 ° ° °
TPS MF-18X1.0-M M18 1.000 4.331 512 .551 4 433 .67 DIN 374 o o o
TPS MF-20X1.5-M M20 1.500 4.921 .669 .630 4 AT72 73 DIN 374 o [ o
TPS MF-20X1.0-M M20 1.000 4.921 551 .630 4 AT72 .75 DIN 374 ° ° °
TPS MF-22X1.5-M M22 1.500 4.921 669 .709 4 571 .81 DIN 374 o [ °
TPS MF-22X1.0-M M22 1.000 4.921 551 .709 4 571 .83 DIN 374 ° ° [}
TPS MF-24X2.0-M M24 2,000 5512 787 709 4 571 87 DN374 | o | o | @
TPS MF-24X1.5-M M24 1.500 5512 787 .709 4 571 .89 DIN 374 o o o
TPS MF-26X1.5-M M26 1.500 5512 787 .709 4 571 .96 DIN 374 o [ °
TPS MF-27X2.0-M M27 2.000 5.512 787 787 4 .630 .98 DIN 374 ° ° °
TPS MF-27X1.5-M Mm27 1.500 5512 187 787 4 .630 1.00 DIN 374 o [ °
TPS MF-28X1.5-M M28 1.500 5512 787 787 4 .630 1.04 DIN 374 ° ° °
TPS MF-30X2.0-M M30 2.000 5.906 .866 .866 4 .709 1.10 DIN 374 ° ° °
TPS MF-30X1.5-M M30 1.500 5.906 .866 .866 4 .709 112 DIN 374 ° ° °

e For user guide and cutting conditions, see pages 374-396
() Pitch in mm

2 Number of flutes

©) Torque key size
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ONE i~
TPS UNC (HSS) | OAL 5 :5:‘ :E
HSS Spiral Flute Machine Taps PTHLQ —_
- Unified Coarse Threads for T = ' M |HSS-E| 2B
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Dimensions Tough <— Hard
B | F
Designation TDZ TPIN  OAL THL LU DCONMS NOF® DRVS® Prehole Standard | £ | £ | £
TPS UNC-#4-40-M #4 40.0 56.00 6.0 18.0 3.50 3 2.70 2.30 DIN 371 ° ° o
TPS UNC-#5-40-M #5 40.0 56.00 7.0 18.0 3.50 3 2.70 2.60 DIN 371 (] ° °
TPS UNC-#6-32-M #6 32.0 56.00 7.0 20.0 4.00 3 3.00 2.85 DIN 371 o [ °
TPS UNC-#8-32-M #3 32.0 63.00 8.0 21.0 4.50 3 3.40 3.50 DIN 371 ° [} °
TPS UNC-#10-24-M #10 24.0 70.00 10.0 25.0 6.00 38 4.90 3.90 DIN 371 ° ° °
TPS UNC-#12-24-M #12 24.0 80.00 10.0 30.0 6.00 3 4.90 450 DIN 371 o [ [}
TPS UNC-1/4-20-M 1/4" 20.0 80.00 13.0 30.0 7.00 3 5.50 5.20 DIN 371 ° ° °
TPS UNC-5/16-18-M 5/16" 18.0 90.00 14.0 35.0 8.00 3 6.20 6.60 DIN 371 [ [ °
TPS UNC-3/8-16-M 3/8" 16.0 100.00 16.0 39.0 9.00 3 7.00 8.00 DIN 371 o [ °
TPS UNC-7/16-14-M 7/16" 14.0 100.00 17.0 - 8.00 3 6.20 9.40 DIN 376 o [ [
TPS UNC-1/2-13-M 12" 13.0 110.00 20.0 - 9.00 8 7.00 10.75 DIN 376 o ° °
TPS UNC-9/16-12-M 9/16" 12.0 110.00 20.0 - 11.00 3 9.00 12.25 DIN 376 o [ [}
TPS UNC-5/8-11-M 5/8" 11.0 110.00 22.0 - 12.00 3 9.00 13.50 DIN 376 o o o
TPS UNC-3/4-10-M 3/4" 10.0 125.00 25.0 - 14.00 4 11.00 16.50 DIN 376 [ °
TPS UNC-7/8-9-M 7/8" 9.0 140.00 27.0 - 18.00 4 14.50 19.50 DIN 376 o [ °
TPS UNC-1-8-M 1" 8.0 160.00 30.0 - 20.00 4 16.00 22.25 DIN 376 o [ °
* For user guide and cutting conditions, see pages 374-396
() Threads per inch
(2 Number of flutes
@) Torque key size
| N C H
Dimensions Tough <— Hard
=
Designation TDZ TPID  OAL THL LU DCONMS NOF® DRVS® Pre-hole Standard | % | £ | ¥
TPS UNC-#4-40-M #4 40.0 2.205 236 7 138 8 106 .09 DIN 371 ° ° °
TPS UNC-#5-40-M #5 40.0 2.205 276 71 138 3 106 10 DIN 371 o [ °
TPS UNC-#6-32-M #6 32.0 2.205 276 .79 157 3 118 Bh DIN 371 ° ° °
TPS UNC-#8-32-M #3 32.0 2.480 315 .83 A77 3 134 14 DIN 371 ° ° °
TPS UNC-#10-24-M #10 24.0 2.756 394 .98 236 3 193 15 DIN 371 o [ °
TPS UNC-#12-24-M #12 24.0 3.150 .394 118 236 3 193 18 DIN 371 o ° [}
TPS UNC-1/4-20-M 1/4" 20.0 3.150 512 1.18 276 & 217 20 DIN 371 ° ° °
TPS UNC-5/16-18-M 5/16" 18.0 3.543 551 1.38 315 3 244 .26 DIN 371 o ° [}
TPS UNC-3/8-16-M 3/8" 16.0 3.937 630 1.54 354 3 276 31 DIN 371 ° ° o
TPS UNC-7/16-14-M 7/16" 14.0 3.937 669 = 315 3 244 37 DIN 376 (] o o
TPS UNC-1/2-13-M 12" 13.0 4.331 787 - 354 3 276 42 DIN 376 o [ °
TPS UNC-9/16-12-M 9/16" 12.0 4.331 787 - 433 3 354 A48 DIN 376 ° ° [}
TPS UNC-5/8-11-M 5/8" 11.0 4.331 .866 - AT2 38 354 .58 DIN 376 o o °
TPS UNC-3/4-10-M 3/4" 10.0 4.921 984 - 551 4 433 65 DIN 376 [ [
TPS UNC-7/8-9-M 7/8" 9.0 5.512 1.063 - .709 4 571 77 DIN 376 o o o
TPS UNC-1-8-M 1" 8.0 6.299 1.181 - 787 4 630 .88 DIN 376 o ° [}
e For user guide and cutting conditions, see pages 374-396
() Threads per inch
(2 Number of flutes
@ Torque key size
-
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Dimensions Tough «<— Hard
| FE
Designation TDZ TPI  OAL THL LU DCONMS NOF® DRVS® Pre-hole Standard | % | ¥ | ¥
TPS UNF-#4-48-M #4 48.0 56.00 6.0 18.0 3.50 3 2.70 2.40 DIN 371 ° ° o
TPS UNF-#5-44-M #5 44,0 56.00 7.0 18.0 3.50 3 2.70 2.70 DIN 371 [ ° °
TPS UNF-#6-40-M #6 40.0 56.00 7.0 20.0 4,00 3 3.00 3.00 DIN 371 o [ °
TPS UNF-#8-36-M #3 36.0 63.00 8.0 21.0 450 3 3.40 3.50 DIN 371 ° ° °
TPS UNF-#10-32-M #10 32.0 70.00 10.0 25.0 6.00 38 4.90 4.10 DIN 371 ° ° °
TPS UNF-#12-28-M #12 28.0 80.00 10.0 30.0 6.00 3 4.90 4,70 DIN 371 o [ °
TPS UNF-1/4-28-M 1/4" 28.0 80.00 10.0 30.0 7.00 3 5.50 5.50 DIN 371 ° ° °
TPS UNF-5/16-24-M 5/16" 24.0 90.00 10.0 35.0 8.00 3 6.20 6.90 DIN 371 o [ °
TPS UNF-3/8-24-M 3/8" 24.0 100.00 10.0 39.0 9.00 3 7.00 8.50 DIN 371 o [ °
TPS UNF-7/16-20-M 716" 20.0 100.00 13.0 - 8.00 3 6.20 9.90 DIN 374 ° ° °
TPS UNF-1/2-20-M 172" 20.0 100.00 13.0 - 9.00 8 7.00 11.50 DIN 374 ° °
TPS UNF-9/16-18-M 9/16" 18.0 100.00 15.0 - 11.00 3 9.00 12.90 DIN 374 o [ [}
TPS UNF-5/8-18-M 5/8" 18.0 100.00 15.0 - 12.00 3 9.00 14.50 DIN 374 ° o °
TPS UNF-3/4-16-M 3/4" 16.0 110.00 17.0 - 14.00 4 11.00 17.50 DIN 374 o [ °
TPS UNF-7/8-14-M 7/8" 14.0 125.00 17.0 - 18.00 4 14.50 20.50 DIN 374 o [ °
TPS UNF-1-12-M 1" 12.0 140.00 20.0 - 20.00 4 16.00 2325 DIN 374 o [ °
* For user guide and cutting conditions, see pages 374-396
() Threads per inch
(2 Number of flutes
@) Torque key size
| N C H
Dimensions Tough <— Hard
o | B
Designation TDZ TP  OAL THL LU DCONMS NOF® DRVS® Pre-hole Standard | £ | £ | &
TPS UNF-#4-48-M #4 48.0 2.205 236 7 138 38 106 .09 DIN 371 ° ° °
TPS UNF-#5-44-M #5 44.0 2.205 276 71 138 3 106 Al DIN 371 o [ [}
TPS UNF-#6-40-M #6 40.0 2.205 276 .79 157 & 118 12 DIN 371 ° o °
TPS UNF-#8-36-M #3 36.0 2.480 3115 .83 77 3 134 14 DIN 371 [ [ °
TPS UNF-#10-32-M #10 32.0 2.756 394 .98 236 3 193 .16 DIN 371 o [ °
TPS UNF-#12-28-M #12 28.0 3.150 394 1.18 236 3 193 19 DIN 371 ° ° °
TPS UNF-1/4-28-M 1/4" 28.0 3.150 394 1.18 276 & 217 22 DIN 371 [ [ o
TPS UNF-5/16-24-M 5/16" 24.0 3.543 394 1.38 315 3 244 27 DIN 371 o ° [}
TPS UNF-3/8-24-M 3/8" 24.0 3.937 394 1.54 .354 3 276 .38 DIN 371 ° ° °
TPS UNF-7/16-20-M 716" 20.0 3.937 512 - 315 3 244 .39 DIN 374 () [ °
TPS UNF-1/2-20-M 12" 20.0 3.937 512 - .354 3 276 45 DIN 374 o [
TPS UNF-9/16-18-M 9/16" 18.0 3.937 591 - 433 3 .354 .51 DIN 374 ° ° °
TPS UNF-5/8-18-M 5/8" 18.0 3.937 591 - A72 3 364 57 DIN 374 [ [ °
TPS UNF-3/4-16-M 3/4" 16.0 4.331 .669 - 551 4 433 .69 DIN 374 o [ [}
TPS UNF-7/8-14-M 7/8" 14.0 4.921 669 - 709 4 571 .81 DIN 374 ° ° °
TPS UNF-1-12-M 1" 12.0 5.512 787 - 787 4 630 .92 DIN 374 ° ° °

e For user guide and cutting conditions, see pages 374-396
() Threads per inch

) Number of flutes

@) Torque key size

408 ISCAR




SHSSTAPS
TPG M-S (HSS) | OAL E{ ;ﬂ

HSS Gl_Jn Point Machine Taps PTHLQ DRVS oo,
According to DIN 13 - = = ' HSS-E|| 6HX || 5"
ISO Metric Coarse Threads on TDZ+ ff]Lf| fffffffff %ﬂ DCONMS

Steel with Good Machinability ' | i
LU ———

Dimensions
7

Designation TDZ TP OAL THL LU DCONMS NOF@ DRVS® Pre-hole ¥
TPG M-2.2X0.45-S M2.2 0.450 45.00 8.0 - 2.80 3 210 1.75 °
TPG M-2.3X0.4-S M2.3 0.400 45.00 8.0 - 2.80 3 210 1.90 o
TPG M-2.5X0.45-S M2.5 0.450 50.00 9.0 - 2.80 3 210 2.05 °
TPG M-2.6X0.45-S M2.6 0.450 50.00 9.0 - 2.80 3 210 2.10 .
TPG M-3X0.5-S M3 0.500 56.00 11.0 18.0 3.50 3 2.70 2.50 o
TPG M-3.5X0.6-S M3.5 0.600 56.00 12.0 20.0 4.00 3 3.00 2.90 .
TPG M-4X0.7-S M4 0.700 63.00 13.0 21.0 4.50 3 3.40 3.30 o
TPG M-4.5X0.75-S M4.5 0.750 70.00 14.0 25.0 6.00 3 490 3.70 .
TPG M-5X0.8-S M5 0.800 70.00 15.0 25.0 6.00 3 4.90 4.20 °
TPG M-6X1.0-S M6 1.000 80.00 17.0 30.0 6.00 3 490 5.00 .
TPG M-8X1.25-S M8 1.250 90.00 20.0 35.0 8.00 3 6.20 6.80 o
TPG M-10X1.5-S M10 1.500 100.00 22.0 39.0 10.00 3 8.00 8.50 .
TPG M-11X1.5-S M11 1.500 100.00 22.0 - 8.00 3 6.20 9.50 [
TPG M-12X1.75-S M12 1.750 110.00 24.0 - 9.00 4 7.00 10.20 .
TPG M-16X2.0-S M16 2.000 110.00 27.0 - 12.00 4 9.00 14,00 °
TPG M-18X2.5-S M18 2.500 125.00 30.0 - 14.00 4 11.00 156.50 .
TPG M-20X2.5-S M20 2.500 140.00 32.0 - 16.00 4 12.00 17.50 °

e For user guide and cutting conditions, see pages 374-396

() Thread pitch

(2 Number of flutes

@) Torque key size

| N C H
Dimensions
5

Designation TDZ TP mm() OAL THL LU DCONMS NOF® DRVS® Pre-hole | £
TPG M-2.2X0.45-S M2.2 450 1.772 315 - 110 3 .083 .07 [
TPG M-2.3X0.4-S M2.3 400 1.772 315 - 110 3 .083 .07 .
TPG M-2.5X0.45-S M2.5 450 1.968 .354 - 110 3 .083 .08 [
TPG M-2.6X0.45-S M2.6 450 1.968 .354 - 110 3 .083 .08 °
TPG M-3X0.5-S M3 .500 2.205 433 71 138 3 .106 10 °
TPG M-3.5X0.6-S M3.5 .600 2.205 AT2 .79 157 3 118 Al .
TPG M-4X0.7-S M4 .700 2.480 512 .83 A77 3 134 13 o
TPG M-4.5X0.75-S M4.5 .750 2.756 551 .98 236 3 193 15 .
TPG M-5X0.8-S M5 .800 2.756 591 .98 .236 3 193 A7 °
TPG M-6X1.0-S M6 1.000 3.150 .669 1.18 236 3 193 .20 o
TPG M-8X1.25-S M8 1.250 3.543 787 1.38 315 3 244 27 °
TPG M-10X1.5-S M10 1.500 3.937 .866 1.54 .394 3 315 .33 .
TPG M-11X1.5-S M11 1.500 3.937 .866 - 315 3 244 .37 o
TPG M-12X1.75-S M12 1.750 4331 .945 - 354 4 276 40 .
TPG M-16X2.0-S M16 2.000 4.331 1.063 - 472 4 364 .55 o
TPG M-18X2.5-S M18 2.500 4.921 1.181 - 551 4 433 61 .
TPG M-20X2.5-S M20 2.500 5512 1.260 - 630 4 AT2 .69 [

e For user guide and cutting conditions, see pages 374-396

M Pitch in mm

2 Number of flutes

© Torque key size

——




SHSSTAPS
TPG M-H (HSS)

DIN 13 HSS Gun Point Machine
Taps - ISO Metric Coarse

Threads for Hardened
Steel and H.T.A.

Designation

TPG M-2X0.4-H
TPG M-2.3X0.4-H
TPG M-2.5X0.45-H
TPG M-2.6X0.45-H
TPG M-3X0.5-H
TPG M-3.5X0.6-H

TPG M-4X0.7-H
TPG M-4.5X0.75-H
TPG M-5X0.8-H
TPG M-6X1.0-H
TPG M-7X1.0-H
TPG M-8X1.25-H
TPG M-10X1.5-H
TPG M-11X1.5-H
TPG M-12X1.75-H
TPG M-14X2.0-H
TPG M-16X2.0-H
TPG M-18X2.5-H
TPG M-20X2.5-H

i ]

* For user guide and cutting conditions, see pages 374-396

() Thread pitch
2 Number of flutes
@) Torque key size

Designation

TPG M-2X0.4-H
TPG M-2.3X0.4-H
TPG M-2.5X0.45-H
TPG M-2.6X0.45-H
TPG M-3X0.5-H
TPG M-3.5X0.6-H
TPG M-4X0.7-H
TPG M-4.5X0.75-H
TPG M-5X0.8-H
TPG M-6X1.0-H
TPG M-7X1.0-H
TPG M-8X1.25-H
TPG M-10X1.5-H
TPG M-11X1.5-H
TPG M-12X1.75-H
TPG M-14X2.0-H
TPG M-16X2.0-H
TPG M-18X2.5-H
TPG M-20X2.5-H

F OAL
THL—> DRVS Py
T = = L HSS-E|| 6H P
mZ4+—4——t+——f———— DCONMS

[T = o

e el

M E T | C

Dimensions
TDZ TP OAL THL LU DCONMS NOF@ DRVS® Pre-hole |
M2 0.400 45,00 8.0 - 2.80 3 2.10 1.60 .
M2.3 0.400 45.00 8.0 - 2.80 3 2.10 1.90 [
M2.5 0.450 50.00 9.0 - 2.80 3 2.10 2.05 .
M2.6 0.450 50.00 9.0 - 2.80 3 2.10 2.10 °
M3 0.500 56.00 11.0 18.0 3.50 3 2.70 2.50 °
M3.5 0.600 56.00 12.0 20.0 4.00 3 3.00 2.90 .
M4 0.700 63.00 13.0 21.0 4.50 3 3.40 3.30 o
M4.5 0.750 70.00 14.0 25.0 6.00 3 4.90 3.70 [
M5 0.800 70.00 15.0 25,0 6.00 3 4.90 4.20 .
M6 1.000 80.00 17.0 30.0 6.00 3 4.90 5.00 [
M7 1.000 80.00 17.0 30.0 7.00 3 5.50 6.00 °
M8 1.250 90.00 20.0 35.0 8.00 3 6.20 6.80 .
M10 1.500 100.00 220 39.0 10.00 3 8.00 8.50 [
M11 1.500 100.00 22.0 - 8.00 3 6.20 9.50 [
Mi2 1.750 110.00 24,0 - 9.00 3 7.00 10.20 .
M14 2.000 110.00 26.0 11.00 3 9.00 12.00 [
M16 2.000 110.00 27.0 - 12.00 3 9.00 14.00 °
M18 2.500 125.00 30.0 - 14.00 4 11.00 15.50 .
M20 2.500 140.00 32,0 - 16.00 4 12.00 17.50 .
| N C H
Dimensions

TDZ TP mm(® OAL THL LU DCONMS NOF@ DRVS® Pre-hole | £
M2 400 1.772 315 - 110 3 .083 06 °
M2.3 400 1.772 315 110 3 083 07 °
M2.5 450 1.968 354 - 110 3 083 08 °
M2.6 450 1.968 .354 - 110 3 .083 .08 [
M3 .500 2.205 433 Al 138 3 .106 10 °
M3.5 600 2.205 A72 79 157 3 118 Al °
M4 .700 2.480 512 83 A77 3 134 A3 °
M4.5 750 2.756 551 98 236 3 193 15 °
M5 800 2.756 591 98 236 3 193 A7 °
M6 1.000 3.150 .669 118 .236 3 193 .20 o
M7 1.000 3.150 .669 118 276 & 217 24 °
M8 1.250 3.543 787 1.38 315 3 244 27 °
M10 1.500 3.937 .866 1.54 394 3 315 .38 [
M11 1.500 3.937 866 - 315 3 244 37 °
Mi2 1.750 4.331 945 - 354 3 276 40 °
M14 2.000 4.331 1.024 433 3 354 47 °
M16 2.000 4.331 1.063 - 472 & .354 .55 o
Mi8 2.500 4,921 1.181 - 551 4 433 61 °
M20 2.500 5512 1.260 - 630 4 472 69 °

e For user guide and cutting conditions, see pages 374-396

() Pitch in mm
(2 Number of flutes
@) Torque key size

ISCAR




SHSSTAPS

TS M-N (HSS) | Likilsd

DIN 13 HSS R.H. 40° Spiral Flute PTHLA DRVS

Machine Taps - ISO Metric = = ' n HSS-E|| 6H

Coarse Threads for TDZ+ ff]Lf| fffffffff %ﬂ DCONMS

Low Alloyed Steel ' 1 |

L— Ly —J
M E T R | C
Dimensions
o

Designation TDZ TP®@ OAL THL LU DCONMS NOF® DRVS®  Pre-hole FHA Standard | £
TPS M-2X0.4-N M2 0.400 45.00 8.0 - 2.80 3 2.10 1.60 40.0 DIN 371 °
TPS M-2.2X0.45-N M2.2 0.450 45.00 8.0 - 2.80 3 2.10 1.75 40.0 DIN 371 o
TPS M-2.3X0.4-N (1 M2.3 0.400 4500 80 - 2.80 3 210 1.90 400 DIN 371 .
TPS M-2.5X0.45-N M2.5 0.450 50.00 9.0 = 2.80 3 2.10 2.05 40.0 DIN 371 o
TPS M-3X0.5-N M3 0.500 56.00 6.0 18.0 3.50 3 2.70 2.50 40.0 DIN 371 o
TPS M-3.5X0.6-N M3.5 0.600 56.00 7.0 20.0 4.00 3 3.00 2.90 40.0 DIN 371 o
TPS M-4X0.7-N M4 0.700 63.00 7.0 21.0 4.50 3 3.40 3.30 40.0 DIN 371 [
TPS M-4.5X0.75-N M4.5 0.750 70.00 8.0 25.0 6.00 3 4.90 3.70 40.0 DIN 371 o
TPS M-5X0.8-N M5 0.800 70.00 8.0 25.0 6.00 3 4.90 4.20 40.0 DIN 371 o
TPS M-6X1.0-N M6 1.000 80.00 10.0 30.0 6.00 3 490 5.00 40.0 DIN 371 °
TPS M-7X1.0-N M7 1.000 80.00 10.0 30.0 7.00 3 5.50 6.00 40.0 DIN 371 o
TPS M-8X1.25-N M8 1.250 90.00 13.0 36.0 8.00 3 6.20 6.80 40.0 DIN 371 o
TPS M-9X1.25-N M9 1.250 90.00 13.0 35.0 9.00 3 7.00 7.80 40.0 DIN 371 °
TPS M-10X1.5-N M10 1.500 100.00  16.0 39.0 10.00 3 8.00 8.50 40.0 DIN 371 o
TPS M-11X1.5-N M11 1.500 100.00  17.0 = 8.00 3 6.20 9.50 40.0 DIN 376 o
TPS M-12X1.75-N M12 1.750 11000 180 - 9.00 3 7.00 10.20 40.0 DIN 376 o
TPS M-14X2.0-N M14 2.000 110.00  20.0 = 11.00 3 9.00 12.00 40.0 DIN 376 o
TPS M-16X2.0-N M16 2.000 110.00  20.0 = 12.00 3 9.00 14.00 40.0 DIN 376 o
TPS M-18X2.5-N M18 2.500 125600 250 - 14.00 4 11.00 15.50 40.0 DIN 376 o
TPS M-20X2.5-N M20 2.500 140.00 25.0 = 16.00 4 12.00 17.50 40.0 DIN 376 o

e For user guide and cutting conditions, see pages 374-396
(™ DIN profile

) Thread pitch

() Number of flutes

@) Torque key size

Dimensions
o

Designation TDZ TPmm® OAL THL LU DCONMS  NOF@ DRVS®  Pre-hole FHA Standard | £
TPS M-2X0.4-N M2 400 1.772 315 - 110 3 .083 .06 40.0 DIN 371 °
TPS M-2.2X0.45-N M2.2 450 1772 315 - 110 3 .083 .07 40.0 DIN 371 o
TPS M-2.3X0.4-N M2.3 400 1772 315 - 110 8 .083 .07 40.0 DIN 371 °
TPS M-2.5X0.45-N M2.5 450 1.968 .354 - 110 3 .083 .08 40.0 DIN 371 °
TPS M-3X0.5-N M3 500 2.205 .236 71 138 3 .106 .10 40.0 DIN 371 o
TPS M-3.5X0.6-N M3.5 .600 2.205 276 .79 157 8 118 M 40.0 DIN 371 °
TPS M-4X0.7-N M4 .700 2.480 276 83 A77 3 134 13 40.0 DIN 371 .
TPS M-4.5X0.75-N M4.5 .750 2.756 315 .98 236 3 193 15 40.0 DIN 371 o
TPS M-5X0.8-N M5 .800 2.756 315 .98 236 8 193 a7 40.0 DIN 371 °
TPS M-6X1.0-N M6 1.000 3.150 .394 1.18 236 3 198 .20 40.0 DIN 371 °
TPS M-7X1.0-N M7 1.000 3.150 394 1.18 276 3 217 24 40.0 DIN 371 o
TPS M-8X1.25-N M8 1.250 3.543 512 1.38 315 8 244 27 40.0 DIN 371 °
TPS M-9X1.25-N M9 1.250 3.543 512 1.38 354 3 276 31 40.0 DIN 371 °
TPS M-10X1.5-N M10 1.500 3.937 591 154 394 3 315 .33 40.0 DIN 371 o
TPS M-11X1.5-N M11 1.500 3.937 669 - 315 8 244 .37 40.0 DIN 376 °
TPS M-12X1.75-N M12 1.750 4.331 709 - 354 3 .276 40 40.0 DIN 376 o
TPS M-14X2.0-N M14 2.000 4331 787 - 433 3 .354 AT 40.0 DIN 376 o
TPS M-16X2.0-N M16 2.000 4.331 787 - 472 8 .354 .55 40.0 DIN 376 °
TPS M-18X2.5-N M18 2.500 4.921 984 - 551 4 433 .61 40.0 DIN 376 o
TPS M-20X2.5-N M20 2.500 5512 .984 - 630 4 472 .69 40.0 DIN 376 o

e For user guide and cutting conditions, see pages 374-396

() Pitch in mm

2 Number of flutes

@) Torque key size

——




SHSSTAPS
TPS M-H (HSS)

DIN 13 HSS Right-Hand 40°
Spiral Flute Machine Taps -

ISO Metric Coarse
Threads for H.T.A.

Designation

TPS M-2X0.4-H

TPS M-2.2X0.45-H
TPS M-2.5X0.45-H
TPS M-2.6X0.45-H (1)
TPS M-3X0.5-H

TPS M-3.5X0.6-H

TPS M-4X0.7-H
TPS M-4.5X0.75-H
TPS M-5X0.8-H
TPS M-6X1.0-H
TPS M-7X1.0-H
TPS M-8X1.25-H
TPS M-9X1.25-H
TPS M-10X1.5-H
TPS M-11X1.5-H
TPS M-12X1.75-H
TPS M-14X2.0-H
TPS M-16X2.0-H
TPS M-18X2.5-H
TPS M-20X2.5-H

e For user guide and cutting conditions, see pages 374-396

(™ DIN profile

@ Thread pitch

() Number of flutes
@ Torque key size

Designation

TPS M-2X0.4-H
TPS M-2.2X0.45-H
TPS M-2.5X0.45-H
TPS M-2.6X0.45-H
TPS M-3X0.5-H
TPS M-3.5X0.6-H
TPS M-4X0.7-H
TPS M-4.5X0.75-H
TPS M-5X0.8-H
TPS M-6X1.0-H
TPS M-7X1.0-H
TPS M-8X1.25-H
TPS M-9X1.25-H
TPS M-10X1.5-H
TPS M-11X1.5-H
TPS M-12X1.75-H
TPS M-14X2.0-H
TPS M-16X2.0-H
TPS M-18X2.5-H
TPS M-20X2.5-H

| OAL ’:g
FﬁTHL‘» = L n HSS-E|| 6H
TE ——]L—| fffffffff % DCONMS
! i o
—— -
M E T R | C
Dimensions
0
TDZ TP@ OAL THL LU DCONMS NOF® DRVS® Pre-hole FHA o
M2 0.400 45.00 8.0 2.80 3 2.10 1.60 40.0 o
M2.2 0450 4500 80 2.80 3 210 175 40.0 .
M2.5 0450 5000 90 2.80 3 210 2.06 40.0 .
M2.6 0.450 50.00 9.0 - 2.80 3 2.10 2.10 40.0 o
M3 0.500 56.00 6.0 18.0 3.50 3 2.70 2.50 40.0 °
M3.5 0600 5600 7.0 20.0 4,00 3 3.00 2.90 40.0 .
M4 0.700 63.00 7.0 21.0 4.50 3 3.40 3.30 40.0 o
M4.5 0.750 7000 80 25.0 6.00 3 490 3.70 40.0 .
M5 0800 7000 80 25.0 6.00 3 490 420 40.0 .
M6 1.000 80.00 10.0 30.0 6.00 3 4.90 5.00 40.0 o
M7 1.000 80.00 10.0 30.0 7.00 3 5.50 6.00 40.0 °
M8 1.250 9000 130 350 8.00 3 6.20 6.80 40.0 .
M9 1.250 90.00 13.0 35.0 9.00 3 7.00 7.80 40.0 o
M10 1,500 10000 150  39.0 10.00 3 8.00 850 40.0 .
M1 1,500 10000 17.0 - 8.00 3 6.20 9.50 40.0 .
M12 1.750 110.00 18.0 9.00 3 7.00 10.20 40.0 o
M14 2,000 11000 200 11.00 3 9.00 12.00 40.0 .
M16 2,000 11000 200 12.00 3 9.00 14.00 40.0 .
M18 2.500 125.00 25.0 14.00 4 11.00 15.50 40.0 o
M20 2,500 14000 250 16.00 4 12.00 17.50 40.0 .
| N H
Dimensions
0

TDZ TP mm(" OAL THL LU DCONMS NOF@ DRVS® Pre-hole FHA ¥
M2 400 1772 315 110 3 083 06 40.0 .
M2.2 450 1772 315 110 3 083 07 40.0 .
M2.5 450 1968 354 110 3 083 08 40.0 .
M2.6 450 1.968 .354 - 110 3 .083 .08 40.0 (]
M3 .500 2.205 .236 Al 138 3 .106 .10 40.0 °
M3.5 600 2205 276 79 157 3 118 Nl 40.0 .
M4 700 2480 276 8 A17 3 134 13 40.0 .
M4.5 750 2756 315 98 236 3 193 15 40.0 .
M5 800 2756 315 98 236 3 193 a7 40.0 .
M6 1.000 3.150 394 118 .236 3 193 .20 40.0 o
M7 1.000 3150 394 1.18 276 3 217 24 40.0 D
M8 1.250 3543 512 1.38 315 3 244 27 40.0 .
M9 1.250 3543 512 1.38 354 3 276 31 40.0 o
M10 1,500 3937 591 154 394 3 315 33 40.0 .
Mi1 1.500 3937 669 - 315 3 244 37 40.0 .
M12 1.750 4331 709 354 3 276 40 40.0 .
M14 2.000 4331 787 433 3 354 47 40.0 D
M16 2.000 4331 787 472 3 354 55 40.0 .
M8 2.500 4921 984 551 4 433 61 40.0 .
M20 2,500 5512 984 630 4 472 69 40.0 °

e For user guide and cutting conditions, see pages 374-396

) Pitch in mm
2 Number of flutes
@) Torque key size

ISCAR




TosT Mo (e | il IE H).

DIN 13 HSS Straight Flute EEI. _

Machine Taps - ISO Metric T— - ' E G |[HSS-E|| 6HX

Coarse Threads for T?Z+ ff]Lf| fffffffff %ﬂ DCONMS — =

Grey Cast Iron gl

' PN * -~
M E T R | C
Dimensions
=

Designation TDZ TP@ OAL THL LU DCONMS NOF®) DRVS® Pre-hole £
TPST M-2.2X0.45-G M2.2 0.450 45.00 8.0 - 2.80 3 2.10 1.75 o
TPST M-2.3X0.4-G (1) M2.3 0.400 45.00 8.0 - 2.80 3 2.10 1.90 °
TPST M-2.5X0.45-G M2.5 0.450 50.00 9.0 - 2.80 3 2.10 2.05 o
TPST M-2.6X0.45-G (1) M2.6 0.450 50.00 90 - 2.80 3 2.10 2.10 °
TPST M-3.5X0.6-G M3.5 0.600 56.00 12.0 20.0 4.00 3 3.00 2.90 °
TPST M-4X0.7-G M4 0.700 63.00 13.0 21.0 4.50 3 3.40 3.30 o
TPST M-4.5X0.75-G M4.5 0.750 70.00 14.0 25.0 6.00 3 4.90 3.70 o
TPST M-5X0.8-G M5 0.800 70.00 15.0 25.0 6.00 4 490 420 o
TPST M-6X1.0-G M6 1.000 80.00 17.0 30.0 6.00 4 490 5.00 o
TPST M-8X1.25-G M8 1.250 90.00 20.0 35.0 8.00 4 6.20 6.80 [
TPST M-9X1.25-G M9 1.250 90.00 20.0 35.0 9.00 4 7.00 7.80 °
TPST M-10X1.5-G M10 1.500 100.00 22.0 39.0 10.00 4 8.00 8.50 o
TPST M-11X1.5-G M11 1.500 100.00 220 - 8.00 4 6.20 9.50 [
TPST M-12X1.75-G M12 1.750 110.00 24,0 - 9.00 4 7.00 10.20 o
TPST M-14X2.0-G M14 2.000 110.00 26.0 - 11.00 4 9.00 12.00 o
TPST M-16X2.0-G M16 2.000 110.00 27.0 - 12.00 4 9.00 14.00 [
TPST M-18X2.5-G M18 2.500 125.00 30.0 - 14.00 4 11.00 16.50 o
TPST M-20X2.5-G M20 2.500 140.00 32.0 - 16.00 4 12.00 17.50 [

e For user guide and cutting conditions, see pages 374-396

(™) DIN profile

@) Thread pitch

() Number of flutes

@) Torque key size

| N C H
Dimensions
=

Designation TDZ TP mm(® OAL THL LU DCONMS NOF®@ DRVS® Pre-hole £
TPST M-2.2X0.45-G M2.2 450 1.772 315 - 110 3 .083 .07 o
TPST M-2.3X0.4-G M2.3 400 1.772 315 - 110 3 .083 .07 [}
TPST M-2.5X0.45-G M2.5 450 1.968 354 - 110 3 .083 .08 o
TPST M-2.6X0.45-G M2.6 450 1.968 .354 - 110 3 .083 .08 o
TPST M-3.5X0.6-G M3.5 .600 2.205 AT72 .79 157 3 118 A1 [}
TPST M-4X0.7-G M4 .700 2.480 512 .83 A77 3 134 13 o
TPST M-4.5X0.75-G M4.5 .750 2.756 551 .98 236 3 193 15 °
TPST M-5X0.8-G M5 .800 2.756 591 .98 236 4 193 A7 o
TPST M-6X1.0-G M6 1.000 3.150 .669 1.18 .236 4 193 .20 o
TPST M-8X1.25-G M8 1.250 3.543 787 1.38 315 4 244 27 o
TPST M-9X1.25-G M9 1.250 3.543 787 1.38 354 4 276 31 [}
TPST M-10X1.5-G M10 1.500 3.937 .866 1.54 394 4 315 .33 o
TPST M-11X1.5-G M11 1.500 3.937 .866 - 315 4 244 37 o
TPST M-12X1.75-G M12 1.750 4.331 .945 - .354 4 276 40 o
TPST M-14X2.0-G M14 2.000 4.331 1.024 - 433 4 354 A7 °
TPST M-16X2.0-G M16 2.000 4.331 1.063 - A72 4 .354 i55 o
TPST M-18X2.5-G M18 2.500 4.921 1.181 - 551 4 433 .61 [}
TPST M-20X2.5-G M20 2.500 5512 1.260 - 630 4 AT72 .69 o

* For user guide and cutting conditions, see pages 374-396
() Pitch in mm

(2 Number of flutes

@) Torque key size
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SHSSTAPS

TPST MF-G (HSS)
DIN 13 HSS Straight Flute
Machine Taps - ISO Metric Fine
Threads for Grey Cast Iron

Designation

TPST MF-10X1.0-G
TPST MF-10X1.25-G
TPST MF-12X1.25-G
TPST MF-14X1.5-G
TPST MF-16X1.5-G
TPST MF-22X1.5-G

L]

r DCONMS

e For user guide and cutting conditions, see pages 374-396

() Thread pitch
2 Number of flutes
@) Torque key size

Designation

TPST MF-10X1.0-G
TPST MF-10X1.25-G
TPST MF-12X1.25-G
TPST MF-14X1.5-G
TPST MF-16X1.5-G
TPST MF-22X1.5-G

M E T R |
Dimensions

=
TDZ TP OAL THL DCONMS NOF@ DRVS® Pre-hole &
M10 1.000 90.00 18.0 7.00 3 5.50 9.00 o
M10 1.250 100.00 220 7.00 3 5.50 8.80 °
Mi2 1.250 100.00 22,0 9.00 3 7.00 10.80 .
M14 1.500 100.00 22.0 11.00 3 9.00 12.50 o
M16 1.500 100.00 22.0 12.00 4 9.00 14.50 o
M22 1.500 125.00 25.0 18.00 4 14.50 20.50 °

N C H
Dimensions

=
TDZ TP mm(" OAL THL DCONMS NOF®@ DRVS® Pre-hole &
M10 1.000 3.543 709 276 3 217 35 .
M10 1.250 3937 866 276 3 217 35 °
Mi2 1.250 3.937 866 354 3 276 43 .
Mi14 1.500 3.937 866 433 3 354 49 °
Mi6 1.500 3.937 866 472 4 354 57 °
M22 1.500 4.921 984 709 4 571 81 °

e For user guide and cutting conditions, see pages 374-396

() Pitch in mm
2 Number of flutes
©) Torque key size
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Pre-Tapping Hole Sizes

ISO Metric Threads Coarse Pitch

ISO Metric Threads Fine Pitch

ISO Metric Threads Fine Pitch

Max Max Max
Pitch Core Drill Pitch Core Drill Pitch Core Drill
M mm Dia.mm | Size mm MF mm Dia.mm | Size mm MF mm Dia.mm | Size mm
1 0.25 0.785 0.75 2.5 0.35 2.221 2.15 25 2.00 23.210 23.00
1.1 0.25 0.885 0.85 3 0.35 2.271 2.65 26 1.50 24.676 24.50
1.2 0.25 0.985 0.95 3% 0.35 3.221 3.15 27 1.00 26.153 26.00
1.4 0.30 1.160 1.10 4 0.50 3.599 3.50 27 1.50 25.676 25.50
1.6 0.35 1.321 1.25 4.5 0.50 4.099 4.00 27 2.00 25.210 25.00
1.7 0.35 1.346 1.30 ® 0.50 4.599 4.50 28 1.00 27.153 27.00
1.8 0.35 1.521 1.45 515 0.50 5.099 5.00 28 1.50 26.676 26.50
2 0.40 1.679 1.60 6 0.75 5.378 5.20 28 2.00 26.210 26.00
2.2 0.45 1.838 1.756 7 0.75 6.378 6.20 30 1.00 29.153 29.00
2.3 0.40 1.920 1.90 8 0.75 7.378 7.20 30 1.50 28.676 28.50
2.5 0.45 2.138 2.05 8 1.00 7.153 7.00 30 2.00 28.210 28.00
2.6 0.45 2.176 2.10 9 0.75 8.378 8.20 30 3.00 27.252 27.00
3 0.50 2.599 2.50 9 1.00 8.153 8.00 32 1.50 30.675 30.50
85 0.60 3.010 2.90 10 0.75 9.378 9.20 32 2.00 30.210 30.00
4 0.70 3.422 3.30 10 1.00 9.153 9.00 &B 1.50 31.676 31.50
45 0.75 3.878 3.70 10 1.25 8.912 8.80 33 2.00 31.210 31.00
B 0.80 4.334 4.20 11 0.75 10.378 10.20 33 3.00 30.252 30.00
6 1.00 5.153 5.00 11 1.00 10.153 10.00 88 1.50 33.676 33.50
7 1.00 6.153 6.00 12 1.00 11.153 11.00 36 1.50 34.676 34.50
8 1.25 6.912 6.80 12 1.25 10.912 10.80 36 2.00 34.210 34.00
9 1.25 7.912 7.80 12 1.50 10.676 10.50 36 3.00 33.252 33.00
10 1.50 8.676 8.50 14 1.00 13.153 13.00 38 1.50 36.676 36.50
11 1.50 9.676 9.50 14 1.25 12.912 12.80 39 1.50 37.676 37.50
12 1.75 10.441 10.20 14 1.50 12.676 12.50 39 2.00 37.210 37.00
14 2.00 12.210 12.00 15 1.00 14.153 14.00 39 3.00 36.252 36.00
16 2.00 14.210 14.00 15 1.50 13.676 13.50 40 1.50 38.676 38.50
18 2.50 15.744 15.50 16 1.00 15.153 15.00 40 2.00 38.210 38.00
20 2.50 17.744 17.50 16 1.50 14.676 14.50 40 3.00 37.252 37.00
22 2.50 19.744 19.50 17 1.00 16.153 16.00 42 1.50 40.676 40.50
24 3.00 21.252 21.00 17 1.50 15.676 15.50 42 2.00 40.210 40.00
27 3.00 24.252 24.00 18 1.00 17.153 17.00 42 3.00 39.252 39.00
30 3.50 26.771 26.50 18 1.50 16.676 16.50 45 1.50 43.676 43.50
38 3.50 29.771 29.50 18 2.00 16.210 16.00 45 2.00 43.210 43.00
36 4.00 32.270 32.00 20 1.00 19.153 19.00 45 3.00 42.252 42.00
39 4.00 35.270 35.00 20 1.50 18.676 18.50 48 1.50 46.676 46.50
42 4.50 37.799 37.50 20 2.00 18.210 18.00 48 2.00 46.210 46.00
45 4.50 40.799 40.50 22 1.00 21.153 21.00 48 3.00 45252 45.00
48 5.00 43.297 43.00 22 1.50 20.676 20.50 50 1.50 48.676 48.50
52 5.00 47.297 47.00 22 2.00 20.210 20.00 50 2.00 48.210 48.00
56 5.50 50.796 50.50 24 1.00 23.153 23.00 50 3.00 47.252 47.00
60 5.50 54.796 54.50 24 1.50 22.676 22.50 52 1.50 50.676 50.50
64 6.00 58.305 58.00 24 2.00 22.210 22.00 52 2.00 50.210 50.00
68 6.00 62.305 62.00 25 1.00 24.153 24.00 52 3.00 49.252 49.00
25 1.50 23.676 23.50
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Forming TAPS =
-
Recommended Tap Drill Size Recommended Tap Drill Size D:
M Pitch mm Drill Size mm MF Pitch mm Drill Size mm D
1 0.25 0.9 25 0.35 2.37
1.1 0.25 1 2.6 0.35 247 D
1.2 0.25 1.1 3 0.35 2.88 <E
14 03 128 35 0.35 3.33 LL
16 0.35 147 4 05 358 o
1.7 0.35 1.57 5 05 4.8 T
1.8 0.35 1.67 6 0.5 5.8 I—
2 0.4 1.85 6 0.75 5.7
2.2 0.45 2.03 7 0.75 6.7
2.3 0.4 2.15 8 0.75 7.7
2'5 0.45 2.33 8 1 7.6
2.6 0.45 2.43 9 0.75 8.7
3 0.5 2.8 9 1 8.6
3.5 0.6 3.25 10 0.75 9.7
4 0.7 3.7 10 1 9.6
4.5 0.75 4.2 10 1.25 9.45
5 0.8 4.65 11 1 10.6
6 1 o159 12 1 11.6
7 1 6.55 12 1.25 11.45
8 1.25 6.6 12 1.5 11.35
9 1.25 7.45 14 1 13.6
10 1.5 8.45 14 1.25 13.45
11 1.5 9.35 14 1.5 18:35
12 1.75 11.25 15 1 14.6
14 2 13.1 15 1.5 14.35
16 2 151 16 1 15.6
18 25 16.85 16 1.5 156.35
20 2.5 18.85 18 4 17.6
22 25 20.85 18 1.5 17.35
24 3 22.65 18 17.1
27 3 25.65 20 1 19.6
30 3.5 28.4 20 14 19.35
33 3.5 31.4 20 2 19.1
36 4 34.15 24 2 23.1
39 4 37.15 30 2 29.1
42 4.5 39.9 36 3 34.65
45 45 42.9 42 4 40.15
48 5 45.65 48 3 46.65
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m American Unified Coarse Threads American Unified Fine Threads
0O Max. Core Max. Core
UNC T.PI Dia. inch Drill Size mm UNF TP Dia. inch Drill Size mm
D #1 64 1.585 15 #0 80 1.306 1.3
<E #2 56 1.872 1.8 #1 72 1.613 1.6
L] #3 43 2.146 2.1 #2 64 1.913 1.9
m #4 40 2.385 2.3 #3 56 2.197 2.1
I #5 40 2.697 2.6 #4 48 2.459 2.4
|_ #6 32 2.896 2.85 #5 44 2.741 2.7
#8 32 3.528 815 #6 40 3.012 8
#10 24 3.95 3.9 #3 36 3.597 3.8
#12 24 4.59 4.5 #10 32 4.168 4.1
1/4" 20 5.25 5.2 #12 28 4.717 4.7
5/16" 18 6.68 6.6 1/4" 28 5.563 515
3/8" 16 8.082 8 5/16" 24 6.995 6.9
7/16" 14 9.441 9.4 3/8" 24 8.565 8.5
1/2" 13 10.881 10.75 7/16" 20 9.947 9.9
9/16" 12 12.301 12.25 1/2" 20 11.524 1.5
5/8" 11 13.693 13.5 9/16" 18 12.969 12.9
3/4" 10 16.624 16.5 5/8" 18 14.554 14.5
7/8" 9 19.52 19.5 3/4" 16 17.546 17.5
1" 8 22.344 22.25 7/8" 14 20.493 20.5
11/8" 7 25.082 25 1" 12 23.363 23.25
11/4" 7 28.258 28.25 11/8" 12 26.538 26.5
13/8" 6 30.851 30.75 11/4" 12 29.713 29.5
11/2" 6 34.026 34 13/8" 12 32.888 32.7
1.3/4" 5 39.56 39.5 11/2" 12 36.063 36
2" 4.5 45.367 45.25

ISCAR




Troubleshooting

USER GUIDE

Problem

Cause

Solution

chipping on the
chisel edge

poor clamping of the chuck

unsuitable cutting conditions

chisel runout

workpiece movement

check the clamping. use hydraulic clamping
chuck, maxin power chuck or a shrink system.

decrease feed, increase coolant pressure.

check or replace the clamping adaptation.

increase workpiece chucking force.

chipping on the cutting
edges / built-up edge

poor clamping of the chuck

unsuitable cutting conditions

insufficient coolant

rough application

check the clamping. use hydraulic clamping
chuck, maxin power chuck or a shrink system.

increase cutting speed, reduce feed rate.

check cooling lubricant. increase coolant
pressure. in the case of external coolant supply,
improve jet direction and add cooling jets.

reduce feed rate by 30-50% during entry and exiting.

excessive wear on
the cutting corners

insufficient coolant

large runout

unsuitable cutting conditions
rough application

poor clamping of the chuck

check cooling lubricant. increase coolant
pressure. in the case of external coolant supply,
improve jet direction and add coolant jets.

check if the runout is within 0.02 mm

ti.r. (radial & axial)

reduce cutting speed, increase feed.

reduce feed rate by 30-50% during entry and exit.
check the clamping. use hydraulic clamping
chuck, maxin power chuck or a shrink system.

chipping on the lands

workpiece movement

insufficient coolant

wrong drill

unsuitable cutting conditions

increase workpiece chucking force.

check cooling lubricant. increase coolant
pressure. in the case of external coolant supply,
improve jet direction and add coolant jets.
check drill type, drilling depth, cooling

system and workpiece material.

increase feed. when spot drilling, reduce feed.

hole diameter out
of tolerance

unsuitable cutting conditions

poor clamping of the chuck
large runout

worn out center point (chisel)

if hole size is too large, increase cutting

speed or reduce feed. if hole size is too small,
reduce cutting speed or increase feed.

check the clamping. use hydraulic clamping
chuck, maxin power chuck or a shrink system.
make sure that the drill's runout is

within 0.02 mm (radial & axial).

regrind cutting edge or replace the drill.

hole not straight

insufficient chip evacuation
poor clamping of the chuck

workpiece rigidity

worn out drill center point (chisel)

unsuitable cutting conditions

use pecking cycle.

check the clamping. use hydraulic clamping
chuck, maxin power chuck or a shrink system.
increase workpiece chucking force.

regrind cutting edge.

increase feed. when spot drilling, reduce feed.
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Z
—
1 Problem Cause Solution
~ ) e check the clamping. use hydraulic clampin
m < [peer SRy eifiie Griie chuck, maxin pzwgr chuckyor a shrink glstgem.
D ® workpiece movement ® increase workpiece chucking force.
D e wrong drill e check drill type angl drilling dgpth, cooling
system and workpiece material.
< e check cooling lubricant. increase coolant
I-U ¢ insufficient coolant pressure. in the case of external coolant supply,
m improve jet direction and add cooling jets.
I ® unsuitable cutting conditions ® reduce feed.
|_ e worn out drill center point (chisel) ® regrind cutting edge.
e insufficient chip evacuation ® use pecking cycle.
drill breakage
e check the clamping and adaptation.
e poor clamping of the chuck use hydraulic clamping chuck, maxin
power chuck or a shrink system.
e workpiece movement e increase workpiece chucking force.
« wrong dril e check drill Itype and qrilling depth, cooling systgm
and workpiece material. possibly use longer drill.
e check cooling lubricant. increase coolant
¢ insufficient coolant pressure. in the case of external coolant supply,
chipping on the improve jet direction and add cooling jets.
cutling comers 14 ngyjitable cutting conditions e check cutting parameters, and possibly reduce feed.
e worn out or broken cutting corner e replace drill or regrind cutting edge.
e unsuitable cutting conditions e reduce feed by 30-50% during exit.
e worn out drill e replace drill.
® unsuitable cutting conditions ® adjust feed to improve chip flow.
o large runout o mgkg sure that the Qrill's rupout is
within 0.02 mm (radial & axial).
¢ chip jamming e reduce cutting speed.
® increase coolant pressure.
rough surface finish
* apply pecking procedure.
e large runout . mgkg sure that the <?Irill rungut is
within 0.02 mm (radial & axial).
« poor stability . cheok.and improye drilll gnd
workpiece clamping rigidity.
« rough application e when drilling hard materials pr sloped surfaces,
deviation of hole reduce feed by 30-50% during entrance.
position ® yuse a short pilot drill with 140° point angle.
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USER GUIDE

Regrinding Instructions for AP and ACP Geometries

For each grinding operation, rotate the drill 180° and repeat the grinding procedure.

1] Primary Clearance
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a’ D Range
t 7 0.8-6.0
10 >6.1

e Secondary Clearance

(3] Chisel

a® D Range

100 3.0-4.8

105 4.9-10

I | 95 10.1-20

n Edge Preparation A-A

D Range

0.8-6.0

6.1-18.0
18.1>UP

Grinding Wheel Recommended Specifications:

1 Diameter grinding wheel: GA2.

2 Grinding wheel bond: synthetic resin.

3 Grit size: 325/400 mesh (45/38p).

4 Diamond concentration: C-75 (3.3 carat/cm?).
5 Cutting fluid emulsion 3%.
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USER GUIDE

Regrinding Instructions for AG and ACG Geometries

For each Grinding operation, rotate the drill 180° and repeat the grinding procedure.
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0 Primary Clearance / N
a® D Range
7 0.8-6.0
10 >6.1
.l'

a Secondary Clearance

(3] Chisel

100 3.0-4.8
1056 4.9-10
! 95 10.1-20

n Edge Preparatidn A-A

D Range
0.8-6.0

6.1-18.0
18.1>UP

Grinding Wheel Recommended Specifications:

1 Diameter grinding wheel: GA2.

2 Grinding wheel bond: synthetic resin.

3 Grit size: 325/400 mesh (45/38).

4 Diamond concentration: C-75 (3.3 carat/cm3).
5 Cutting fluid emulsion 3%.
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Regrinding Instructions for AH Geometry

For each grinding operation, rotate the drill 180° and repeat the grinding procedure.

(1] Primary Clearance
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14°-16°

(3] Chisel

R 0.01-0.02

Grinding Wheel Recommended Specifications:

1 Diameter grinding wheel: GA2.

2 Grinding wheel bond: synthetic resin.

3 Girit size: 325/400 mesh (45/38y).

4 Diamond concentration: C-75 (3.3 carat/cm3).
5 Cutting fluid emulsion 3%.

Member IMC Group




USER GUIDE

Regrinding Instructions for SCDT Pre-Thread SOLIDDRILL

for each grinding operation, rotate the drill 180° and repeat the grinding procedure

(1] Primary Clearance
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a Secondary Clearance

(3] Chisel

a° D Range

100 3.0-4.8
1056 4.9-10
95 10.1-20

n Edge Preparation - A-A

D Range
0.8-6.0

6.1-18.0
18.1>UP

Grinding Wheel Recommended Specifications

1 Diameter grinding wheel: GA2.

2 Grinding wheel bond: synthetic resin.

3 Grit size: 325/400 mesh (45/38).

4 Diamond concentration: C-75 (3.3 carat/cm3).
5 Cutting fluid emulsion 3%.

ISCAR




USER GUIDE (D
General - Calculations - Metric ]
—
Spindle Speed (min') F = feediev mm/rev oC
Ke = material specific cutting force N/mm? D
n= V¢ -1000 H = point to workpiece before feeding ~ mm D
n-D D = diameterof hole mm <C
i} LL]
Cutting Speed (m/min) L = depth of hole mm 0
Cwmn = cost/machine hour $/h I
_m-D-n H = machine efficiency % I_
Ve ="1000 K = 90° | 180° bottom drils
. Sink = 1 DR...
Table Feed (mm/min) , ,
K = 70° } 140° point angle drills
vi=f-n Sink = 094 SCD.., DCM.., DCN..

Material Removal Rate (cm3/min)

P 1 & Do
~ 4000

Power Requirement (kW)

Q

PC = 50.000- 1

ke

Torque (Nm)

M. = fke Dz
1000 8

Feed Force (approx.) (N)
Fi=0.7 - % f-kc-sin k

Machining Time (min/piece)

Te=—"/
© vf
Machining Cost ($/piece)

=9MhT
Cc 60 c
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General - Calculations - Inch

USER GUIDE

Spindle Speed (min-1)

n_vc-12
“m-D

Cutting Sfm

m-D-n

Ve="12

Table Feed (in/min)
vi=f-n

Material Removal Rate (in3/min)

Q_VI‘T[‘DZ
T4

Power Consumption (hp)

_Q
Pc = 39 -n ke

Torque
Dy .
Mc=f-kc-1000-8 - sin k

Feed Force (approx.) (Ibf)

F: =700 - % f-ke-sin k
Machining Time (min/piece)

T, o Lh
vf

Machining Cost ($/piece)

L
Cc 60 (o]

feed/rev

material specific cutting force
point to workpiece before feeding
diameter of hole

depth of hole

cost/machine hour

machine efficiency

90° } 180° bottom dfills

1 DR...
700 140° point angle drills
0.94 SCD.., DIn.., DCN..
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Kc Values 1
ISCAR Material Group ke Value N/mm?2 ke Value kpsi 1
1 1350 196 ~
2 1500 218 m
8 1675 243 D
4 1700 247 D
5 1900 276
6 1775 257 E
7 1675 243 m
8 1725 250
9 1800 261 I
10 2450 355 I_
11 2500 363
12 1875 272
13 1875 272
14 2150 312
15 1150 167
16 1350 196
17 1225 178
18 1350 196
19 1225 178
20 1450 206
21 700 102
22 800 116
23 700 102
26 700 102
27 750 109
28 700 102
31 2600 377
32 3100 450
88 3300 479
34 3300 479
35 3300 479
36 1700 247
37 2110 306
38 4600 667
39 4700 682
40 4600 667
4 4500 653
Tool Family Dia. (mm) Dia. (in) L/D Ratio Hole accuracy*
DR 12-80 .469-3.15 2XD-5XD IT12-13
SUMOCHAM 4-32.9 .157-1.26 1.5XD-12XD IT 8-9
CHAM-IQ-DRILL 33-40 1.299-1.575 1.5XD-8XD IT 8-9
COMBICHAM 26-50 1.125-2.00 5XD T 9-10
LOGIQ 12-25 A72-.984 1.5XD-8XD [T 8-9
MODUDRILL 33-40 1.299-1.575 3XD-12XD T 9-10

* SO tolerance grade, provided in average cutting conditions

Member IMC Group




(D USER GUIDE
Z
i Machining Data for Solid Carbide Drills D=0.8-2.9 mm
_ P
oC g 2|5 .
c‘?: 3 z Feed (mm/rev) vs. Drill Diameter
) o £ 2 2| Cutting
) 2E I 2| Speed V.
<E Material Condition RZ b = | (m/min) ©0.8-1.4 | 21.5-1.9 02-2.4 02.5-2.9
L] non-alloy <0.25% C annealed 420 125 1 50-100 | 0.03-0.10 | 0.05-0.15 | 0.07-0.17 | 0.08-0.20
steel and >0.25% C annealed 650 190 2 | 40-100 | 0.03-0.10 | 0.05-0.15 | 0.07-0.17 | 0.08-0.20
m cast steel, <0.55% C | quenched and tempered | 850 250 3 40-85 0.03-0.10 | 0.05-0.15 | 0.07-0.17 | 0.08-0.20
I free cutting o annealed 750 220 4 40-85 0.03-0.10 | 0.05-0.15 | 0.07-0.17 | 0.08-0.20
|— steel =0.55% C quenched and tempered | 1000 300 8 40-85 0.03-0.10 | 0.05-0.15 | 0.07-0.17 | 0.08-0.20
annealed 600 200 6 40-75 0.03-0.10 | 0.05-0.15 | 0.07-0.17 | 0.08-0.20
'(%"Svsat";’;’nag% oot e 930 | 275 | 7| 4060 | 003-010 | 0.05-015 | 0.07-017 | 0.08-0.20
. quenched and tempered | 1000 300 8 40-60 0.03-0.10 | 0.05-0.15 | 0.07-0.17 | 0.08-0.20
alloying elements)

1200 350 9 40-60 0.03-0.10 | 0.05-0.15 | 0.07-0.17 | 0.08-0.20
high alloyed steel, cast annealed 680 200 10 30-50 0.03-0.10 | 0.05-0.15 | 0.07-0.17 | 0.08-0.20
steel and tool steel quenched and tempered | 1100 325 11 30-50 0.03-0.10 | 0.05-0.15 | 0.07-0.17 | 0.08-0.20
stainless steel ferritic / martensitic 680 200 12| 20-35 0.03-0.06 | 0.04-0.08 | 0.05-0.10 | 0.06-0.10
and cast steel martensitic 820 240 13| 20-35 0.03-0.06 | 0.04-0.08 | 0.05-0.10 | 0.06-0.10
stainless steel austenitic, duplex 600 180 |14| 20-35 | 0.03-0.06 | 0.04-0.08 | 0.05-0.10 | 0.06-0.10
and cast steel
gray cast iron (GG) ferritic / pearlitic 180 15| 40-80 0.03-0.10 | 0.05-0.15 | 0.07-0.17 | 0.08-0.20

pearlitic / martensitic 260 16| 40-70 0.03-0.10 | 0.05-0.15 | 0.07-0.17 | 0.08-0.20
nodular cast iron (GGG) ferritlkls 160 17| 40-95 0.03-0.10 | 0.05-0.15 | 0.07-0.17 | 0.08-0.20
pearlitic 250 18 50-95 0.03-0.10 | 0.05-0.15 | 0.07-0.17 | 0.08-0.20
malleable cast ron ferritic 130 19| 40-80 0.03-0.10 | 0.05-0.15 | 0.07-0.17 | 0.08-0.20
pearlitic 230 20| 40-80 0.03-0.10 | 0.05-0.15 | 0.07-0.17 | 0.08-0.20
i ieiovi oy not hardenable 60 21| 80-150 | 0.03-0.10 | 0.05-0.15 | 0.07-0.17 | 0.08-0.20
hardenable 100 22| 80-150 | 0.03-0.10 | 0.05-0.15 | 0.07-0.17 | 0.08-0.20
aluminum- <19% Si not hardenable 75 23| 80-150 | 0.03-0.10 | 0.05-0.15 | 0.07-0.17 | 0.08-0.20
e oy hardenable 90 24| 80-150 | 0.03-0.10 | 0.05-0.15 | 0.07-0.17 | 0.08-0.20
>12% Si high temperature 130 25| 80-150 | 0.03-0.10 | 0.05-0.15 | 0.07-0.17 | 0.08-0.20
>1% Pb free cutting 110 26| 80-150 | 0.03-0.10 | 0.05-0.15 | 0.07-0.17 | 0.08-0.20
copper alloys brass 90 27| 50-150 0.05-0.12 | 0.07-0.15 | 0.08-0.18 | 0.09-0.18
electrolytic copper 100 28| 60-160 | 0.05-0.15 | 0.07-0.18 | 0.08-0.20 | 0.09-0.22

non metallic duroplastics, fiber plastics 70 Shore D |29

hard rubber 55 Shore D |30
Fo based annealed 200 31 10-20 0.02-0.04 | 0.03-0.06 | 0.04-0.07 | 0.04-0.08
high hardened 280 32| 10-20 0.02-0.04 | 0.03-0.06 | 0.04-0.07 | 0.04-0.08
temperature , annealed 250 33| 10-20 0.02-0.04 | 0.03-0.06 | 0.04-0.07 | 0.04-0.08
alloys E‘;g; dCO hardened 350 34| 10-20 0.02-0.04 | 0.03-0.06 | 0.04-0.07 | 0.04-0.08
cast 320 35| 10-20 0.02-0.04 | 0.03-0.06 | 0.04-0.07 | 0.04-0.08
T T pure 400 190 36| 10-20 0.02-0.03 | 0.02-0.03 | 0.03-0.04 | 0.03-0.04
alpha+beta alloys, hardened| 1050 310 37| 10-20 0.02-0.03 | 0.02-0.03 | 0.03-0.04 | 0.03-0.04
hardened 55HRC [38| 10-20 0.01-0.02 | 0.01-0.02 | 0.02-0.03 | 0.02-0.03

hardened steel

hardened 60HRC [39| 10-20 0.01-0.02 | 0.01-0.02 | 0.02-0.03 | 0.02-0.03
chilled cast iron cast 400 40 10-20 0.01-0.02 | 0.01-0.02 | 0.02-0.03 | 0.02-0.03
cast iron hardened 55 HRC |41 10-20 0.01-0.02 | 0.01-0.02 | 0.02-0.03 | 0.02-0.03

e For drill with lengh to diameter ratio larger than 6xD, reduce feed by 20%

e |f the RPM exceeds 10,000, a dynamic balance should be done to the system

* Maximal radial and axial runout should not exceed 0.01 mm

() For workpiece materials list, see pages 443-472

As a starting value, the middle of the recommended machining range should be used.

Then, (according to wear results), conditions can be changed in order to optimize performance.
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USER GUIDE (_'j
Machining Data for Solid Carbide Drills - IC908 D=3.0-20.0 mm :
Tensile Cutting Feed (mm/rev) vs. Drill Diameter 1
o Strength | Hardness | Material| Speed V. ~
] Material Condition | [N/mm?] HB No." | (m/min) @3-5 @5.1-8 | @8.1-12 | ¥12.1-16 | B16.1-20 m
<0.25% C| annealed 420 125 1 80-120 [0.10-0.18 |0.15-0.25 | 0.2-0.30 |0.20-0.35 | 0.25-0.40 D
>0.25% C| annealed 650 190 2 80-110 [0.10-0.18 | 0.15-0.25 | 0.2-0.30 | 0.20-0.35 | 0.25-0.40
el uenched and O
steel and cast  <0.55% G|’ tempered 850 250 3 70-100 <E
steel, free
cutting steel annealed 750 220 4 0.10-0.20 |1 0.15-0.28 | 0.2-0.35 | 0.20-0.38 | 0.25-0.42 LIJ
>0.55% C|quenched and m
1000 300 5
tempered I
led 600 200 6
low alloy and cast steel annee® - = - 7090 | 0.10-0.18 | 0.15-0.25 | 0.2-0.30 | 0.20-0.35 | 0.25-0.40 —
0,
(less than 5% of L T 300 8 6080 |0.10-0.18|0.15-0.25 | 0.2-0.30 | 0.20-0.35 | 0.25-0.40
alloying elements) tempered
1200 350 9 50-70 0.10-0.20 | 0.15-0.28 | 0.2-0.35 | 0.20-0.38 | 0.25-0.42
. annealed 680 200 10 60-80 0.10-0.20 | 0.15-0.28 | 0.18-0.35 | 0.20-0.38 | 0.25-0.42
high alloyed steel, cast nched and
steel and tool steel quenched & 1100 325 11 50-70 | 0.10-0.15|0.12-0.20 | 0.14-0.25 | 0.16-0.30 | 0.18-0.32
tempered
stainless steel mfaGrr‘[rgrleSi{ic 680 200 12 25-75 0.04-0.10 | 0.05-0.15 | 0.05-0.18 | 0.08-0.20 | 0.10-0.20
and cast stecl martensitic | 820 240 13| 2575 | 0.040.10]0.06-0.15 | 0.06-0.18 | 0.08-0.20 | 0.10-0.20
QY stainless steel austenitic, | g4 180 14 9575 | 0.04-0.10 | 0.05-0.15 | 0.05-0.18 | 0.08-0.20 | 0.10-0.20
and cast steel duplex
ferritic /
" 180 15 85-105 [0.15-0.25|0.20-0.35 | 0.25-0.45 | 0.30-0.50 | 0.35-0.55
. pearlitic
gray cast iron (GG) it/
peariiic / 260 16 7590 | 0.15-0.25 | 0.20-0.35 | 0.25-0.45 | 0.30-0.50 | 0.35-0.55
martensitic
nodular cast iron (GGG) fssrarrlltilt(i:c ;28 1;
P = 65-80 0.12-0.20 | 0.15-0.25 | 0.20-0.35 | 0.25-0.40 | 0.30-0.45
malleable cast iron Lo 1) Ik
pearlitic 230 20
ot 60 21 | 70-300
aluminum-wrought alloys | hardenable 0.10-0.25 | 0.15-0.35 | 0.25-0.45 | 0.30-0.50 | 0.35-0.55
hardenable 100 22 70-200
not
- <12% Si hardenable 75 23 70-300 [0.07-0.18 | 0.12-0.25 | 0.20-0.35 | 0.25-0.45 | 0.30-0.50
auminum-= hardenable 90 24
cast alloys Hioh
>12% Si 9 130 25
temperature
>1% Pb | free cutting 110 26
brass 90 27
copper alloys T
electrolytic 100 o8
copper
. o0 220 70Shore D| 29
non metallic fiber plastics
hard rubber 55 Shore D 30
annealed 200 31
F
high e based [ - derted 280 32
temperature Nior G annealed 250 33
alloys 190 M hardened 350 34
based
cast 320 85
pure 400 190 36
- alpha+beta
tit; II
Aniim 850y alloys, 1050 310 37 15:35 | 0.02-0.07 | 0.04-0.10 | 0.06-0.12 | 0.08-0.15 | 0.08-0.18
hardened
hardened steel hardened 55 HRC 38 40-70 0.06-0.10 1 0.08-0.12 | 0.10-0.14 | 0.12-0.16 | 0.14-0.18
hardened 60 HRC 39
chilled cast iron cast 400 40
cast iron hardened 55 HRC 4

As a starting value, the middle of the recommended machining range should be used, then (according to wear results),

Conditions can be changed in order to optimize performance.

¢ \When using external coolant supply only, reduce cutting speed by 10%

e Use internal coolant supply when machining austenitic stainless steel

() For workpiece materials list, see pages 443-472 Member IMC Group
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Cutting Recommendations for 3 Flute Solid Carbide Drills

USER GUIDE

Cutting Diameter

Cutting
o| Material Speed Feed f (mm/rev)
2 NoM Material Material Condition | V¢ (m/min) | ©4-05 | ©5.1-06 | ¥6.1-08 | ©8.1-310 |@10.1-012
1 <0.25% C annealed 80-140
2 >0.25% C annealed 80-130
non-alloy steel uenched and
g and oasi/steel, Lggin© ’ tempered SO 0.25-0.45 | 0.30-0.55 | 0.35-0.60
4 free cutting steel annealed 70-110
5 >0.55% C quenched and 50-90 0.15-0.25 | 0.20-0.35
tempered
6 annealed 80-120
7 low alloy and cast steel 70110
8 (Iesslthan 5% of quenched and 50-90 0.25-0.40 | 0.30-0.50 | 0.35-0.55
alloying elements) tempered
9 40-70
10 high alloyed steel, cast annealed 5090
11 steel and tool steel quenched and 40-80 0.15-0.20 | 0.20-0.30 | 0.25-0.35 | 0.30-0.45 | 0.35-0.50
tempered
1 gy cestron (G pez:irt'it(':c // pealle | o 0.25-0.45 | 0.35-0.55 | 0.40-0.60 | 0.45-0.65
1; nodular cast iron (GGG) pfsgrlltilt(i:c ggﬁg 0.20-0.30
— 0.20-0.40 | 0.30-0.50 | 0.35-0.55 | 0.40-0.60
19 malleable cast iron ferriti 80120
20 pearlitic 70-110

M) For workpiece materials list, see pages 443-472
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SOLID-DRILL

SOLIDSrii. i

DC Tolerance mé&
SCD-AP4 (4xD) 0829 0020008 o N s E
DIN 6537 Solid Carbide =~ W
Drills without Coolant Holes, - M T 1
Drilling Depth 4xD 140§/ > —-—- ——:B DCONMShe
[}

Dimensions
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Designation DC DCONMS LU LCF LS OAL FTDZ( PL
SCD 011-004-030 AP4 1.10 3.00 44 6.6 35.4 46.00 M1.4 0.200
SCD 016-006-030 AP4 1.60 3.00 6.4 9.6 32.4 46.00 M2 0.290
SCD 025-010-030 AP4 2.50 3.00 10.0 15.0 41.0 60.00 M3 0.450
SCD 029-011-030 AP4 2.90 3.00 11.6 174 38.6 60.00 M3.5 0.530

e For user guide and cutting conditions, see pages 416-420, 425-429

e For regrinding instructions, see pages 421-424

() Used for standard thread size

e o o o ||C908

SOLIDS i i
DC Telerance mé OAL-
SCD-AP6 (6xD) 0828  0.002-0.008 LCF LS
DIN 6537 Solid Carbide PL LU ‘
Drills without Coolant Holes, / m 7/ TCéNMSh
Driling Depth 6xD T W " 2

Dimensions
S

Designation DC DCONMS LU LCF LS OAL FTDZ( PL e

SCD 011-006-030 AP6 1.10 3.00 6.6 8.8 33.0 46.00 M1.4 0.200 .

SCD 016-009-030 AP6 1.60 3.00 9.6 128 29.3 46.00 M2 0.290 .

SCD 025-015-030 AP6 2.50 3.00 15.0 20.0 36.8 60.00 M3 0.450 o

SCD 029-017-030 AP6 2.90 3.00 174 23.2 34.4 60.00 M3.5 0.530 o
* For user guide and cutting conditions, see pages 416-420, 425-429
® For regrinding instructions, see pages 421-424
M) Used for standard thread size

S Fayy §
SOLID""""' DC Tolerance m7
SCD-AP3N (3xD) 3.00-6 0.004-0.016 .y E
DIN 6537 Solid Carbide 601-10  0.008-0.021 o . %
Drills without Coolant Holes, 10.01-18  0.007-0.025
Driling Depth 3xD 180121 0.008-0.029 s
M E T R | C
Dimensions
=3

Designation DC DCONMS OAL LU LCF PL LS FTDZ( 3
SCD 033-014-060 AP3N 3.30 6.00 62.00 14.00 20.0 0.500 34.0 M4 o
SCD 042-017-060 AP3N 4.20 6.00 66.00 17.00 24.0 0.700 35.0 M5 o
SCD 050-020-060 AP3N 5.00 6.00 66.00 20.00 28.0 0.800 36.0 M6 o
SCD 060-020-060 AP3N 6.00 6.00 66.00 20.00 28.0 0.900 36.0 M7 o
SCD 068-024-080 AP3N 6.80 8.00 79.00 24.00 34.0 1.100 36.0 M8 .
SCD 078-029-080 AP3N 7.80 8.00 79.00 29.00 41.0 1.200 36.0 M9 .
SCD 085-035-100 AP3N 8.50 10.00 89.00 356.00 47.0 1.300 40.0 M10 o
SCD 095-035-100 AP3N 9.50 10.00 89.00 35.00 47.0 1.500 40.0 Mi1 o
SCD 102-040-120 AP3N 10.20 12.00 101.00 40.00 55.0 1.600 45.0 M12 o
SCD 120-040-120 AP3N 12.00 12.00 101.00 40.00 55.0 1.900 45.0 M14 °
* For user guide and cutting conditions, see pages 416-420, 425-429
* For regrinding instructions, see pages 421-424
() Used for standard thread size Member IMC Group
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SOLIDSRiii
SCD-AP3 (3xD)
DIN 6537 Solid Carbide

Drills without Coolant Holes,
Drilling Depth 3xD

Designation

SCD 140-043-140 AP3

SCD 155-045-160 AP3

SCD 175-051-180 AP3

SCD 195-055-200 AP3
e For user guide and cutting conditions, see pages 416-420, 425-429
e For regrinding instructions, see pages 421-424

() Used for standard thread size

SOLIDSriii

SCD-ACP3 (3xD)
Solid Carbide Drills with Coolant
Holes, Drilling Depth 3xD

Designation

SCD 0185-105-0187ACP3

SCD 0577-208-0625ACP3
* For user guide and cutting conditions, see pages 416-420, 425-429
e For regrinding instructions, see pages 421-424

() Used for standard thread size.

SOLIDSHii. i
SCD-ACP3N (3XD)

DIN 6537 Solid Carbide Drills with
Coolant Holes, Drilling Depth 3xD

Designation

SCD 033-014-060 ACP3N
SCD 042-017-060 ACP3N
SCD 050-020-060 ACP3N
SCD 060-020-060 ACP3N
SCD 068-024-080 ACP3N
SCD 078-029-080 ACP3N
SCD 085-035-100 ACP3N
SCD 095-035-100 ACP3N
SCD 102-040-120 ACP3N
SCD 120-040-120 ACP3N

{+]+ Tolerance m7 OAL
300-6  0.004-0.016
6.01-10 1
10.01-18
18.01-21
M E T R C
Dimensions
0
S
DC DCONMS LU LCF OAL LS FTDZ™ PL o
14.00 14.00 43.0 60.0 107.00 45.0 M16 2.550 .
15.50 16.00 45.0 65.0 115.00 45.0 M18 2.820 °
17.50 18.00 51.0 73.0 123.00 48.0 M20 3.180 °
19.50 20.00 55.0 79.0 131.00 48.0 M22 3.550 °

D

.118-.236
.236-.394
.394-.709
.709-.827

Tolerance m7
.00016-.00063
.00024-.00083
.00028-.00099
.00031-.00114

Dimensions

(==}
(=1
DC DCONMS LU LCF OAL LS FTDZ" PL 3
185 187 800 1.0 2.580 1440 12-28 UNF 03400 .
577 625 1.380 2.08 4.090 1910 5/8-18 UNF 10500 .

DC Tolerance m7
3.00-6 0.004-0.016 m r
6.01-10 0.008-0.021
10.01-18  0.007-0.025
18.01-21  0.008-0.029
M E T R C
Dimensions
=3
DC DCONMS OAL LU LCF PL LS FTDZ" 5
3.30 6.00 62.00 14.00 20.0 0.500 34.0 M4 °
4.20 6.00 66.00 17.00 24.0 0.700 35.0 M5 (]
5.00 6.00 66.00 20.00 28.0 0.800 36.0 M6 °
6.00 6.00 66.00 20.00 28.0 0.900 36.0 M7 °
6.80 8.00 79.00 24.00 34.0 1.100 36.0 M8 o
7.80 8.00 79.00 29.00 41.0 1.200 36.0 M9 °
8.50 10.00 89.00 35.00 47.0 1.300 40.0 M10 .
9.50 10.00 89.00 35.00 47.0 1.500 40.0 M11 °
10.20 12.00 102.00 40.00 55.0 1.600 45.0 M12 .
12.00 12.00 102.00 40.00 55.0 1.900 45.0 M14 (]

* For user guide and cutting conditions, see pages 416-420, 425-429
® For regrinding instructions, see pages 421-424

) Used for standard thread size

ISCAR



SOLIDDRiii s
SCCD-ACP3
Three Flute Solid Carbide

LJ

Drilling Depth 3xD

Drills with Coolant Holes, DC:n7 1 4(;3K I]DCONMShﬁ @
e

LCF LS
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Dimensions
=3
Designation DC DCONMS LU LCF OAL LS PL KCH CHW FTDZ( 3
SCCD 050-020-060 ACP3 5.00 6.00 200 29.0 66.00 36.0 0.960 300 0.30 M6 °
SCCD 051-020-060 ACP3 5.10 6.00 20.0 29.0 66.00 36.0 0.980 300 0.30 M7 °
SCCD 068-024-080 ACP3 6.80 8.00 24.0 35.0 79.00 36.0 1.310 300 0.40 M8 .
SCCD 085-035-100 ACP3 8.50 10.00 35.0 480 89.00 40.0 1.630 300 0.50 M10 °
SCCD 095-035-100 ACP3 9.50 10.00 35.0 480 89.00 400 1.750 300 0.50 M11 °
SCCD 120-040-120 ACP3 12.00 12.00 40.0 56.0 102.00 45,0 2.210 300 0.60 M14 °
* For user guide and cutting conditions, see pages 416-420, 425-429
* For regrinding instructions, see pages 421-424
() Used for standard thread size
Recommended Machining Conditions for SCCD-ACP Solid Carbide Drills
Cutting Cutting Diameter
o| Material Speed Feed f (mm/rev)
@ No. Material Material Condition V. (m/min) @4-5 75.1-6 76.1-8 | @8.1-10 | 310.1-12
1 <0.25% C annealed 80-140
2 non-alloy steel >0.25% C annealed 80-130
3 and cast steel,  <0.55% C | quenched and tempered 80-120 0.25-0.45 | 0.30-0.55 | 0.35-0.60
free cutting steel .
4 g 20.55% C annealed 70-110
® quenched and tempered 50-90 0.15-0.25 | 0.20-0.35
6 annealed 80-120
7 low alloy and cast steel 70-110
8 (less than 5% of hed and t q 50-90 0.25-0.40 | 0.30-0.50 | 0.35-0.55
alloying elements) quenched anad tempere -
9 40-70
10 high alloyed steel, cast annealed 50-90
11 steel and tool steel quenched and tempered 40-80 0.19-0.20 | 0.20-0.30 | 0.25-035 | 0.30-045 | 0.35-0.50
15 ) ferritic / pearlitic 80-140
16 gray cast iron (GG) ST e 20120 0.25-0.45 | 0.35-0.55 | 0.40-0.60 | 0.45-0.65
17 ferriti 80-120
8 nodular cast iron (GGG) 2Z:Iilt?c 20110 0.20-0.30
P — 0.20-0.40 | 0.30-0.50 | 0.35-0.55 | 0.40-0.60
18| e lesle el ferriti 80120
20 pearlitic 70-110

() For workpiece materials list, see pages 443-472
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(D SOL'DaR'.ii DC Tolerance m7
Z SCD-AP5N (5xD) 300-6  0.004-0.016 N @
= DIN 6537 Solid Carbide 60110 0.008-0.021 . —1
1 Drills without Coolant Holes, 10.01-18  0.007-0.025 140° DOm7 i - DCONMS %
1 Drilling Depth 5xD 18.01-21  0.008-0.029 i
oC
D M E T R | C
<DE Dimensions
LL] 2
m Designation DC DCONMS OAL LU LCF PL LS FTDZ( 3
I SCD 033-023-060 AP5N 3.30 6.00 66.00 23.00 28.0 0.500 34.0 M4 o
SCD 042-029-060 AP5N 420 6.00 74.00 29.00 36.0 0.700 35.0 M5 [
I_ SCD 050-035-060 AP5N 5.00 6.00 82.00 35.00 44.0 0.800 36.0 M6 o
SCD 060-035-060 AP5N 6.00 6.00 82.00 35.00 44,0 0.900 36.0 M7 o
SCD 068-043-080 AP5N 6.80 8.00 91.00 43.00 53.0 1.100 36.0 M8 [
SCD 078-043-080 AP5N 7.80 8.00 91.00 43.00 53.0 1.200 36.0 M9 o
SCD 085-049-100 AP5N 8.50 10.00 103.00 49.00 61.0 1.300 40.0 M10 o
SCD 095-049-100 AP5N 9.50 10.00 103.00 49.00 61.0 1.500 40.0 M11 .
SCD 102-056-120 AP5N 10.20 12.00 118.00 56.00 71.0 1.600 45,0 M12 o
SCD 120-056-120 AP5N 12.00 12.00 118.00 56.00 71.0 1.900 45.0 M14 °
* For user guide and cutting conditions, see pages 416-420, 425-429
® For regrinding instructions, see pages 421-424
() Used for standard thread size
SOLIDS ik
DC Tolerance m7
SCD-APS5 (5xD) 300-6  0.004-0.016 OAL ‘ E
Solid Carbide Drills without 6.01-10  0.008-0.021 n LCF LS —»| o
Coolant Holes, Drilling Depth 5xD 10.01-18  0.007-0.025 | ‘4& Fﬁ .
18.01-21  0.008-0.029 14(),@ ~< <~ | % 77777 jLENMshs
A

Dimensions
3
Designation DC DCONMS LU LCF OAL LS FTDZ( PL ©
SCD 140-060-140 AP5 14.00 14.00 60.0 77.0 124.00 45.0 M16 2.550 o
SCD 155-063-160 AP5 15.50 16.00 63.0 83.0 133.00 450 M18 2.820 .
SCD 175-071-180 AP5 17.50 18.00 71.0 93.0 143.00 48.0 M20 3.180 o
SCD 195-077-200 AP5 19.50 20.00 77.0 101.0 153.00 48.0 M22 3.550 °

e For user guide and cutting conditions, see pages 416-420, 425-429
e For regrinding instructions, see pages 421-424
() Used for standard thread size
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SOLIDSriii

DC Tolerance m7 PL
SCD-ACP5N (5xD) 3006  0004-0.016 / 7 r

DIN 6537 Solid Cgrb|de Drills with 6.01-10  0.008-0.021 140° DOy S T oeovs
Coolant Holes, Drilling Depth 5xD 10.01-18  0.007-0.025 i
18.01-21  0.008-0.029

©)
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Dimensions

3
Designation DC DCONMS OAL LU LCF PL LS FTDZ™ 3
SCD 033-023-060 ACP5N 3.30 6.00 66.00 23.00 28.0 0.600 34.0 M4 °
SCD 042-029-060 ACP5N 4.20 6.00 74.00 29.00 36.0 0.760 35.0 M5 o
SCD 050-035-060 ACP5N 5.00 6.00 82.00 35.00 44.0 0.910 36.0 M6 °
SCD 060-035-060 ACP5N 6.00 6.00 82.00 35.00 44,0 1.090 36.0 M7 °
SCD 068-043-080 ACP5N 6.80 8.00 91.00 43.00 53.0 1.240 36.0 M8 °
SCD 078-043-080 ACP5N 7.80 8.00 91.00 43.00 53.0 1.420 36.0 M9 °
SCD 085-049-100 ACP5N 8.50 10.00 103.00 49,00 61.0 1.550 40.0 M10 [
SCD 095-049-100 ACP5N 9.50 10.00 103.00 49,00 61.0 1.730 40.0 M11 °
SCD 102-056-120 ACP5N 10.20 12.00 118.00 56.00 71.0 1.860 45.0 M12 °
SCD 120-056-120 ACP5N 12.00 12.00 118.00 56.00 71.0 2.180 45.0 M14 °

e For user guide and cutting conditions, see pages 416-420, 425-429
® For regrinding instructions, see pages 421-424
() Used for standard thread size

SOLIDGRii.L S
olerance m7

SCD-ACP5N (5xD) 118236 00016-.00063 /

DIN 6537 Solid Carbide Drills with 1236-.394 .00024-.00083 140° DG

=

Coolant Holes, Drilling Depth 5xD .394-709 .00028-.00099
709-.827 .00031-.00114

OAL

Dimensions
3
Designation DC DCONMS LU PL LCF LS OAL FTDZ™M 3
SCD0156-106-0187ACP5N 156 187 .8400 .02800 1.06 1.440 2.600 10-30 UNF °
SCD0185-138-0187ACP5N 185 187 1.1300 ,03400 1.38 1.440 2.910 12-28 UNF L]
SCD0213-169-0250ACP5N 213 .250 1.3700 .03900 1.69 1.440 3.230 1/4-28 UNF o
SCD0218-169-0250ACP5N 218 .250 1.3700 .04000 1.69 1.440 3.230 7/32 °
SCD0257-197-0312ACP5N .257 312 1.5900 04700 1.97 1.520 3.580 5/16-18 UNC o
SCD0265-197-0312ACP5N .265 312 1.5900 .04800 1.97 1.520 3.580 17/64 o
SCD0312-197-0312ACP5N 312 312 1.5900 05700 1.97 1.530 3.580 3/8-16 UNC o
SCD0328-236-0375ACP5N .328 375 1.9200 .06000 2.36 1.590 4.060 3/8-24 UNF o
SCD0359-236-0375ACP5N .359 375 1.9200 .08500 2.36 1.590 4.060 23/64 o
SCD0375-236-0375ACP5N 375 375 1.9200 .06800 2.36 1.590 4.060 3/8 ]
SCD0390-260-0437ACP5N .390 437 2.0900 07100 2.60 1.670 4.370 25/64 .
SCD0421-260-0437ACP5N 421 437 2.0900 .07700 2.60 1.670 4.370 1/2-13 UNC o
SCD0437-260-0437ACP5N A37 A37 2.0900 .08000 2.60 1.670 4.370 7/16 o
SCD0453-276-0500ACP5N 453 500 2.1900 ,08200 2.76 1.790 4,650 1/2-20 UNF °
SCD0468-276-0500ACP5N 468 500 2.1900 .08500 2.76 1.790 4.650 9/16-12 UNC o

* For user guide and cutting conditions, see pages 416-420, 425-429
* For regrinding instructions, see pages 421-424
() Used for standard thread size.
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SOLIDS i i
DC Tolerance m7
SCD-ACP5 (5xD) 3006  0.004-0.016 ,r
Solid Carbide Drills with Coolant 6.01-10  0.008-0.021
Holes, Drilling Depth 5xD 10.01-18  0.007-0.025
18.01-21  0.008-0.029
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Dimensions
(<o)
&
Designation DC DCONMS LU LCF OAL FTDZ" LS PL 1]
SCD 122-060-140 ACP5 12.20 14.00 60.0 77.0 124.00 M14 45.0 2.220 o
SCD 140-060-140 ACP5 14.00 14.00 60.0 77.0 124.00 M16 45.0 2.550 °
SCD 155-063-160 ACP5 16.50 16.00 63.0 83.0 133.00 M18 45.0 2.820 o
SCD 195-077-200 ACP5 19.50 20.00 77.0 101.0 153.00 M22 48.0 3.550 [
* For user guide and cutting conditions, see pages 416-420, 425-429
e For regrinding instructions, see pages 421-424
() Used for standard thread size
SOL'D TN e DC Tolerance m7 OAL
SCD-ACP5 (5xD) 118-236  .00016-.00063 LOF LS — F
Solid Carbide Dirills with Coolant 236-.394 .00024-.00083 N L —»\
Holes, Drilling Depth 5xD :394-709 .00028-.00099 o _
709-.827 .00031-.00114 140° .=é - DCONMShs
)
| N C H
Dimensions
3
Designation DC DCONMS LU LCF OAL LS FTDZ( PL §
SCD 0484-276-0500ACP5 484 .500 2190 2.76 4.650 1.790 31/64 .08800 o
SCD 0500-276-0500ACP5 .500 .500 2190 2.76 4.650 1.790 9/16-18 UNF .09100 [
SCD 0515-299-0562ACP5 516 .562 2.360 2.99 4.880 1.790 33/64 .09400 o
SCD 0562-299-0562ACP5 .562 .562 2.360 2.99 4.880 1.790 5/8-18 UNF .10200 [
SCD 0656-362-0687ACP5 656 687 2.870 3.62 5.630 1910 21/32 11900 o
SCD 0687-362-0687ACP5 687 .687 2.870 3.62 5.630 1.910 3/4-16 UNF 12500 [
® For user guide and cutting conditions, see pages 416-420, 425-429
® For regrinding instructions, see pages 421-424
(1 Used for standard thread size.
SOLIDSRii i CHWxX30"
SCCD-ACP5 ‘ N ‘ ! r
Three Flute Solid Carbide V ¥
Drills with Coolant Holes, DCm7 140° |] DCONMSh6 @
Drilling Depth 5xD I — i i
- ‘.EL
LCF OAL LS
M E T R | C
Dimensions
=3
Designation DC DCONMS LU LCF OAL LS PL KCH CHW FTDZ( 5
SCCD 050-035-060 ACP5 5.00 6.00 35.0 45.0 82.00 36.0 0.960 30.0 0.30 M6 .
SCCD 060-035-060 ACP5 6.00 6.00 36.0 45.0 82.00 36.0 1.170 30.0 0.40 M7 o
SCCD 068-043-080 ACP5 6.80 8.00 43.0 54.0 91.00 36.0 1.310 30.0 0.40 M8 .
SCCD 085-049-100 ACP5 8.50 10.00 49.0 62.0 103.00 40.0 1.630 30.0 0.50 M10 L]
SCCD 095-049-100 ACP5 9.50 10.00 49.0 62.0 103.00 40.0 1.750 30.0 0.50 M11 o
SCCD 120-056-120 ACP5 12.00 12.00 56.0 72.0 118.00 45.0 2.210 30.0 0.60 M14 []

* For user guide and cutting conditions, see pages 416-420, 425-429
e For regrinding instructions, see pages 421-424
() Used for standard thread size

ISCAR
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SOLIDUH'LL DC Tolerance m7 OAL ( 5
SCD-AH5 (5xD) 300-6  0.004-0.016 LCF LS Z
Solid Carbide Drills for Hard 601-10  0.008-0.021 L WY —
Materials, Drilling Depth 5xD 10.01-18  0.007-0.025 | I ¥ |
18.01-21  0.008-0.029 DCm7 DCONMShe - I
) —
M E T R | C
Dimensions
- oC
Designation DC LU LCF DCONMS LS OAL FTDZ™M PL 3 |
SCD 033-017-060 AH5 3.30 16.5 26.0 6.00 35.0 66.00 M4 0.600 [ |—
SCD 042-021-060 AH5 4.20 21.0 32.0 6.00 46.0 82.00 M5 0.760 °
SCD 050-025-060 AH5 5.00 25.0 37.0 6.00 41.0 82.00 M6 0.910 o
SCD 060-030-060 AH5 6.00 30.0 43.0 6.00 37.0 82.00 M7 1.090 [
SCD 068-034-080 AH5 6.80 34.0 49.0 8.00 39.0 91.00 M8 1.240 o
SCD 078-039-080 AH5 7.80 42.0 55.0 8.00 34.0 91.00 M9 1.420 o
SCD 085-043-100 AH5 8.50 42.5 59.0 10.00 46.0 112.00 M10 1.550 o
® For user guide see pages 416-420, 425-429
® For regrinding instructions, see pages 421-424
() Used for standard thread size
Recommended Machining Conditions for SCD-AH5 Solid Carbide Drills
o Cutting Speed Feed vs. Drill Diameter (mm/rev)
(22} Material Hardness Material No. Ve (m/min) 23-5 25.1-8 28.1-12
hardened steel 50-55 HRC 38 25-40 0.04-0.07 0.05-0.08 0.06-0.10
hardened steel 56-60 HRC 39 15-25 0.03-0.06 0.04-0.07 0.05-0.08
hardened steel 61-70 HRC 39 10-15 0.02-0.04 0.03-0.05 0.03-0.05
Materials over 50 HRC must be used with external cooling while machining.
Use of semi-synthetic or emulsion with more than 6% oil concentration is highly recommended to extend tool life and hole quality.
SOLIDSRiii
el “— 3P
SCDT i
Pre-Thread Solid Carbide o
Drills with Coolant Holes
M E T R | C
Dimensions
=3
Designation DC SDL DCONMS FTDZ™ DC_2 PL LU LCF OAL LS 5
SCDT 025-009-060-M3 2.50 8.8 6.00 M3 4.00 0.450 16.00 20.0 62.00 36.0 o
SCDT 033-011-060-M4 3.30 114 6.00 M4 4.50 0.600 19.00 24.0 62.00 36.0 o
SCDT 042-014-060-M5 4.20 13.6 6.00 M5 5.50 0.760 22.00 28.0 66.00 36.0 [
SCDT 050-017-080-M6 5.00 16.5 8.00 M6 6.60 0.910 27.00 34.0 79.00 40.0 .
SCDT 068-021-100-M8 6.80 21.0 10.00 M8 9.00 1.240 38.00 47.0 89.00 40.0 o
SCDT 085-026-120-M10 8.50 256.5 12.00 M10 11.00 1.550 45.00 55.0 102.00 40.0 o
* For user guide and cutting conditions, see pages 416-420, 425-429
) Used for standard thread size
| I n




Indexable Drilling

PREThREAD
DCT (M8-M24) L IJACY — ﬂ%m F
Drill BOdy with Exchangeable DCN%T#,,i, ;;};}:% DCONMS
Heads, Chamfering Inserts, T L
Internal Coolant and One Flat SDL N
Shank. Used for Pre-Tread Holes. — 2 ‘

LPR LS

OAL

Designation DCN@ Dnominal® DCX® DC 2 DCONMS SDL LU LS STA2 PL SSC® FTDZ® SD_2
DCT 068-021-14B-M8 (1) 6.80 6.80 7.40 13.90 14.00 209 3170 4310 8814 450 90.0 1.240 6.8 M8 25.74
DCT 085-026-14B-M10 8.30 8.50 8.90 14,00 14,00 263 3660 48.00 93.05 450 90.0 1.550 8.0 M10 30.55
DCT 102-030-14B-M12 10.00 10.20 1090  14.00 14.00 30.0 39.80 5390 9886 450 90.0 1.860 10.0 M12 33.76
DCT 120-035-16B-M14 12.00 12.00 1290  16.00 16.00 349 4510 6020 10818 48.0 90.0 2.180 12.0 M14 39.08
DCT 140-039-18B-M16 14.00 14.00 1490  18.00 18.00 39.0 4960 6250 11055 480 90.0 2.550 14.0 M16 43.55
DCT 175-042-20B-M20 17.30 17.50 1790 21.00 20.00 420 5300 6620 11618 500 90.0 3.180 17.0 M20 46.98
DCT 210-048-25B-M24 21.00 21.00 21.90 2550 25.00 482 6030 72.80 12882 56.0 90.0 3.820 21.0 M24 54.32

¢ Hole tolerance: D+0.05 in average conditions. However, it can be higher or lower according to machine and tooling conditions

* Do not mount smaller drilling heads other than the specified range of the drill body

() Reduce recommended feed for DCT 6.8 mm drills by 10%

() Cutting diameter minimum

@) Pre-thread hole diameter

() Cutting diameter maximum

) Seat size code

(6) Used for standard thread size

Inserts: AOMT-Chamfering ® IDI-SG e IDI-SK
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Spare Parts

P o v

DCT 068-021-14B-M8 SR 34-508 M2.2X0.45  T-7/51 K DCM- 8
DCT 085-026-14B-M10 SR 34-508 M2.2X0.45  T-7/51 K DCM- 8
DCT 102-030-14B-M12 SR 34-508 M2.2X0.45  T-7/51 K DCM-10
DCT 120-035-16B-M14 SR 34-508 M2.2X0.45  T-7/51 K DCM-12
DCT 140-039-18B-M16 SR 34-508 M2.2X0.45  T-7/51 K DCM-14
DCT 175-042-20B-M20 SR 34-508 M2.2X0.45  T-7/51 K DCM-17
DCT 210-048-25B-M24 SR 34-508 M2.2X0.45  T-7/51 K DCM-21

CHAMDRILL

PL

PRE T riRnsAD i‘ﬂ ! ! Ki

DCT (3/8-7/8 UNC/UNF) _— EEgNNE

Drill Body with Exchangeable

Heads, Chamfering Inserts,

Internal Coolant and One Flat

Shank. Used for Pre-Tread Holes.

| N C H

Designation DCN® Dnominal® DCX® DC_2 DCONMS SDL SD2 LPR LU OAL STA2 LS PL SSCW FTDZ®
DCT 0311-100-063B-3/8UNC 308 311 .362 .590 625 1.000 12050 1.860 14400 3.750 900 1.89 .05500 8.0  3/8UNC
DCT 0331-100-063B-3/8UNF 323 .331 .362 610 625 1000 12090 1.860 1.4500 3.750 189 90.0 .05900 8.0 3/8UNF
DCT 0366-106-063B-7/16UNC [K!:] .366 .392 .630 625 1.060 126560 1.900 1.5000 3.790 900 1.89 .06500 9.0 7/16UNC
DCT 0390-106-063B-7/16UNF [t .390 .392 630 625 1.060 12500 1.900 1.4900 3.790 900 189 .07000 9.0  7/16UNF
DCT 0421-106-063B-1/2UNC 413 421 430 .630 625 1060 12450 1970 14800 3.860 900 1.89 .07500 10.0  1/2UNC
DCT 0453-106-063B-1/2UNF 445 453 AT1 630 625 1.060 12310 1.970 14700 3.860 900 189 .08100 11.0 1/2UNF
DCT 0484-106-063B-9/16UNC BY() 484 510 .630 625 1.060 12270 1.980 1.4600 3.870 900 189 .08700 120 9/16UNC
DCT 0516-106-063B-9/16UNF 3V 516 .550 630 625 1.060 1.2130 1980 1.4500 3.870 1.89 90.0 .09300 13.0 9/16UNF
DCT 0531-120-075B-5/8UNC 524 531 .550 .750 .750 1200 14150 2110 1.6500 4.080 197 90.0 .09500 13.0 5/8UNC
DCT 0579-120-075B-5/8UNF 571 579 .589 .750 .750 1200 13940 2130 1.6300 4.100 197 90.0 .10400 140 5/8UNF
DCT 0657-140-075B-3/4UNC 650 657 .665 .780 .750 1400 15680 2320 1.8000 4.290 900 1.97 .11800 16.0 3/4UNC
DCT 0689-140-100B-3/4UNF 681 689 707 .880 1.000 1400 16240 2320 1.8600 4.520 220 90.0 .12400 17.0  3/4UNF
DCT 0764-165-100B-7/8UNC .756 764 786 1.000 1.000 1650 19170 2620 21500 4.820 220 90.0 .13700 19.0 7/8UNC
DCT 0811-165-100B-7/8UNF 803 811 825 1.000 1.000 1650 1.8960 2630 21300 4.830 220 90.0 .14600 20.0  7/8UNF

* Hole tolerance: D+.002 in average conditions. However, it can be higher or lower according to machine and tooling conditions
¢ Do not mount smaller drilling heads other than the specified range of the drill body

() Cutting diameter minimum

() Pre-thread hole diameter

@) Cutting diameter maximum

4 Seat size code

5) Used for standard thread size

Inserts: AOMT-Chamfering e IDI-SG e IDI-SK
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Pre-Thread DCT Dirills

There Are Two Main Applications for Pre-Thread Hole Drilling
Drilling pre-thread blind and through holes

Drilling

with a 45° chamfer

Drilling and counter boring

Pre-Thread DCT Metric Threads Recommended Diameters

Head Head Head M Helicoil Head
Drill Designation Dia. Range |M Thread | Dia. MF Head Dia. TR Thread Dia. Thread Dia.
. T ! M8 6.8 MF8X0.75 7.20 TR10X3 7.49
WIATRERIAL At | 6.80-7.49 MF8X 7.00
5 . : M10 8.5 MF10X1 8.99 TR10X1.5 8.60 M8 8.40
DCT 085-026-14B-M10 Biehels MF10X1.25 | 8.80
M12 10.2 MF11X1 10.00 TR12X2 10.20 M10 10.50
. MF12X1 10.99 TR14X4 10.50
SGIDESS0RISE 100-1099 MF12X1.25 | 10.80
MF12X1.5 10.50
M14 12.0 MF13X1 12.00 TR14X2 12.20 M12 12.50
= . MF14X1 12.99 TR16X4 12.30
- J=099-10E Al MF14X1.25 | 12.80
MF14X1.5 12.50
M16 14.0 MF14X1 14.00 TR18X4 14.30 M14 14.99
» 40-039-18B Y 14.0-14.99 MF16X1 14.99
MF16X1.5 14.50
= M20 17.5 TR22X5 17.30
» 0 0B N 17.3-17.99 MF20X2 17.99
» 0-048 B 21.0-21.99 M24 21.0 MF22X1 21.00
Inch Threads
UNC
UNF Head | UNC | Head | Helicoil |Head| BSW | Head | BSF |Head
Drill Designation Dia. Range | Thread Dia. | Thread | Dia. | Thread | Dia. | Thread | Dia. | Thread | Dia.
YRR AT ©30-8.99 |UNF 3/8-24| 85 5}{2‘_018 8.4
UNC BSW BSF
DCT 102-030-14B-M12 [uloXoss[oXer] 1/2-13 10.8 1/2-12 10.5 1/2-16 10.99
UNC BSF
[o]o3 b LRI =R A 12.0-12.99 91612 12.3 916-16 12.50
ey Pl Rl S FE =8 14.0-14.99 | UNF 5/8-18| 14.5
o Jog s W AEO PR SR PN 17.3-17.99 | UNF 3/4-16 | 17.5
Inch Threads
UNJF
NPT Head | BSF | Head BSP Head | UNEF | Head | Helicoil |Head
Drill Designation Dia. Range | Thread | Dia. | Thread | Dia. | Thread | Dia. | Thread | Dia. | Thread | Dia.
NPT G UNEF UNJF
DCT 085-026-14B-M10 RR:E{ORCHKeLs] 1/8-07 8.5 1/8-28 8.8 3/8-32 8.7 3/8-04 8.6
DCT 102-030-14B-M12 [RIIORIIREE o 1099
BSF
[o]o3 b LRI =RV A 12.0-12.99 916-16 12.50
NPT UNEF UNJF
DCT 140-039-18B-M16 [REMoSERe] 3/8-18 145 5/8-04 14.8 5/8-18 14.5
NPT UNEF
DCT 175-042-20B-M20 W¥#SFACe] 1/2-14 17.5 3/4-20 17.8

Member IMC Group
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PREThiR=EAD

DCNT (M8-M24) %, r 1 m% 'ﬂ{i

Drill Body with Exchangeable } e ’ )
Heads, Chamfering Inserts, DCON-DCX k71§ { | | DCONMS  DF
Lj

Internal Coolant and One Flat ! v ¢

Shank. Used for Pre-Tread Holes.

M E T R | C
Designation Dnominal®  FTDZ® DCN®  DCX¥ DC_2 SDL PL LTA DCONMS DF LS SSCE

DCNT 068-021-12A-M8 6.80 M8 6.50 6.90 13.50 21.00 1.240 43.80 12.00 16.00 45.0 6.5
DCNT 085-026-12A-M10 8.50 M10 8.50 8.90 15.50 26.00 1.200 48.80 12.00 17.00 45.0 8.0
DCNT 102-030-16A-M12 10.20 M12 10.00 10.40 17.00 30.00 1.500 52.50 16.00 20.00 48.0 10.0
DCNT 120-035-16A-M14 12.00 M14 12.00 12.40 19.00 35.00 1.800 61.00 16.00 21.00 48.0 12.0
DCNT 140-039-16A-M16 14.00 M16 14.00 14.40 21.00 39.00 2.100 66.90 16.00 23.00 48.0 14.0
DCNT 175-042-20A-M20 17.50 M20 17.00 17.90 24,00 42,00 2.700 69.30 20.00 25.00 50.0 17.0
DCNT 210-048-25A-M24 21.00 M24 21.00 21.90 28.00 48.00 3.200 80.00 25.00 32.00 56.0 21.0
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* Hole tolerance: D+0.05 in average conditions. However, it can be higher or lower according to machine and tooling conditions
¢ Do not mount smaller drilling heads other than the specified range of the drill bodly.

() Pre-thread hole diameter

(2 Used for standard thread size

@) Cutting diameter minimum

(@) Cutting diameter maximum

) Seat size code

Inserts: ICP e ICP-2M ¢ ICK ¢ ICK-2M ¢ ICM ¢ ICN ¢ QCP-2M e HCP-IQ ¢ FCP ¢ ICG e IHP ¢ AOMT-Chamfering

1. Drilling pre-thread blind holes: 2. Drilling pre-thread through holes:
drilling with a 45° chamfer drilling with a 45° chamfer

s :
S L] 5 L)

Pre-Thread Recommended Hole Diameters with DCNT Drills

Dia.Range | MThread | HeadDia. | MFHead | HeadDia. | TRThread | Head Dia. |M Helicoil Thread| Head Dia.
DCNT 068-021-12A-M8  [JIFR) M8 68
DCNT 085-026-12A-M10 [JEERES 10 85 MF1OxT 899 TRI0KI 5 85
MF10x1.25 8.8
MF11x1 10.0
MF12x1 1099 TR12x2 10.2
DCNT 102-030-16A-M12 10.0-10.99 M12 10.2 M10 10.5
MF12x1.25 108
MF12x1 5 105 TRIGA 105
MF13x1 12.0
M1t 1209 TR14x2 12.2
DCNT 120-035-16A-M14 [EREXRPY: M14 120 M12 125
MF14x1.25 128
MF14x1.5 125 TRIG 128
140
DCNT 140-039-16A-M16 14.0-14.99 M16 14.0 MF16x1 14.99 TR18x4 143 M14 14.99
MF16x1.5 145
DCNT 175-042-20A-M20 17.0-17.99 M20 176 MF20x2 17.99 TR22x5 173
DCNT 210-048-25A-M24 21.0-21.99 M24 21.0 MF22x1 21.0
Dia. Range | UNF Thread | Head Dia. | UNC Thread | Head Dia. | BSW Thread | Head Dia. | BSF Thread |  Head Dia.
DCNT 068-021-12A-M8  [IICERLE
DCNT 085-026-12A-M10 8.5-8.99 UNF3/8-24 8.5
DCNT 102-030-16A-M12 10.0-10.99 UNC1/2-13 108 BSW1/2-12 10.5 BSF1/2-16 10.99
DCNT 120-035-16A-M14 12.0-12.99 UNC9/16-12 123 BSF9/16-16 12.5
DCNT 140-039-16A-M16 [EREXRTX UNF5/8-18 14.5
DCNT 175-042-20A-M20 [RRIARIE- NN BRVNZVET: 175
DCNT 210-048-25A-M24 [JPANEAEY
Dia. Range | NPT Thread | Head Dia. | BSP Thread | Head Dia. | UNEF Thread | Head Dia. | UNJF Helicoil Thread [ Head Dia.
DCNT 068-021-12A-M8  [IRCERLE
DCNT 085-026-12A-M10 8.5-8.99 NPT1/8-27 85 G1/8-28 8.8 UNEF3/8-32 8.7 UNJF3/8-24 8.6
DCNT 102-030-16A-M12 [REGEIL:Y
DCNT 120-035-16A-M14 [JRENEPY)
DCNT 140-039-16A-M16 14.0-14.99 NPT3/8-18 145 UNEF5/8-24 148 UNJF5/8-18 145
DCNT 175-042-20A-M20 17.0-17.99 NPT1/2-14 17.5 UNEF3/4-20 17.8
DCNT 210-048-25A-M24 [RANEAEY
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PREThiR=EAD
DCNT'('J:C:I‘J:F) T @Fﬂ 7@
e

Drill Body with Exchangeable }
Heads, Chamfering Inserts, DCONMS DF

Internal Coolant and One Flat ' L
Shank. Used for Pre-Tread Holes. PL_|

soL—t ool | |
; LS |

| N C H
Designation Dnominal®  FTDZ® DCN® DCX4  DC_2 SDL PL LTA DCONMS DF LS SSCH
DCNT 0315-100-050A-3/8UNC 316 3/8 315 .331 590 1.0000 .04700 1.950 .500 669 1.770 8.0
DCNT0370-106-050A-7/16UNC 370 7/8 .364 370 630 1.0600 .05600 2.060 .500 .709 1.770 9.0
DCNTO0425-106-063A-1/2UNC 425 12 413 429 689 1.0600 .06500 2.090 625 787 1.890 10.0
DCNT0484-106-063A-9/16UNC 484 9/16 AT2 488 748 1.0600 .07400 2.150 625 827 1.890 12.0
DCNT0531-120-063A-5/8UNC .531 5/8 512 528 787 1.2000 .08100 2.300 625 .866 1.890 13.0
DCNT0650-140-075A-3/4UNC 650 3/4 .630 665 .905 1.4000 .09900 2.640 .750 984 1.970 16.0
DCNT0768-165-100A-7/8UNC .768 7/8 .748 .783 1.024 1.6500 11700 3.010 1.000 1.260 2.200 19.0
DCNT 0335-100-050A-3/8UNF .336 3/8 315 .331 590 1.0000 .05100 1.950 .500 669 1.770 8.0
DCNTO0390-106-050A-7/16UNF .390 716 374 .390 650 1.0600 .06000 2.060 .500 .709 1.770 9.0
DCNT0453-106-063A-1/2UNF 453 1/2 453 469 728 1.0600 .06900 2120 625 787 1.890 11.0
DCNT0508-106-063A-9/16UNF .508 9/16 492 508 768 1.0600 .07800 2170 625 827 1.890 12.0
DCNT0571-120-063A-5/8UNF 571 5/8 571 587 827 1.2000 .08700 2.340 625 .906 1.890 14.0
DCNT0689-140-075A-3/4UNF .689 3/4 .669 705 945 1.4000 .10600 2.700 .750 1.063 1.970 17.0
DCNT0807-165-100A-7/8UNF 807 7/8 787 823 1.063 1.6500 .12200 3.080 1.000 1.260 2.200 20.0

* Hole tolerance: D+.002" in average conditions. However, it can be higher or lower according to machine and tooling conditions

* Do not mount smaller drilling heads other than the specified range of the drill bodly.

() Pre-thread hole diameter

(2 Used for standard thread size

@) Cutting diameter minimum

) Cutting diameter maximum

) Seat size code

Inserts: IHP o ICP o ICP-2M ¢ ICK ¢ [CK-2M ¢ ICM ¢ ICN ¢ QCP-2M ¢ HCP-IQ  FCP ¢ ICG * AOMT-Chamfering
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1 Drilling pre-thread blind holes: 2 Drilling pre-thread through holes:
drilling with a 45° chamfer drilling with a 45° chamfer

s :
S L S L]

Pre-Thread Recommended Hole Diameters with DCNT Drrills

UNC
Dia. UNF UNC Helicoil BSW BSF
Drill Designation Range Thread |Head Dia.| Thread |Head Dia.| Thread |Head Dia.| Thread |Head Dia.| Thread |Head Dia.

DCNT 0315-100-050A-3/8UNC IR’ MU\ 336 UNC3/8-16 315 |UNC5/16-18 331
DCNT 0370-106-050A-7/16UNC  [esagetexl IV\ | a/a 1oy 390 UNC7/16-14 370
DCNT 0425-106-063A-1/2UNC  REARERVLY UNC1/2-13 425 BSW1/2-12 413 BSF1/2-16 429
DCNT 0484-106-063A-9/16UNC REYZENIRR IVIZATRE] 508 UNC9/16-12 484 BSF9/16-16 492
DCNT 0531-120-063A-5/8UNC  [JPAERY UNC5/8-11 531
DCNT 0650-140-075A-3/4UNC  [RRRGRY} UNGC3/4-10 650
DCNT 0768-165-100A-7/8UNC L ENEY UNC7/8-9 768

UNJF Helicoil
Drill Designation Dia. Range | NPT Thread | Head Dia. | BSP Thread | Head Dia. [UNEF Thread| Head Dia. Thread Head Dia.

DCNT 0315-100-050 C .315 - .354 NPT1/8-27 335 G1/8-28 .346 UNEF3/8-32 343 UNJF3/8-24 339

UNC Helicoil
Drill Designation Dia. Range | UNF Thread | Head Dia. | UNC Thread | Head Dia. Thread Head Dia. | BSF Thread | Head Dia.

DCNT 0335-100-050A-3/8UNF 315 -.354 UNF3/8-24 335 UNC3/8-16 315 UNC5/16-18 331
DCNT 0390-106-050A-7/16UNF 374 -.393 UNF7/16-20 390
DCNT 0453-106-063A-1/2UNF 453 - 472 UNF1/2-20 453
DCNT 0508-106-063A-9/16UNF 492 - 511 UNF9/16-18 508 BSF9/16-16 492
DCNT 0571-120-063A-5/8UNF 5651 -.590 UNF5/8-18 571
DCNT 0689-140-075A-3/4UNF 669 - .708 UNF3/4-16 689
DCNT 0807-165-100A-7/8UNF 787 - 826 UNF7/8-14 807

UNJF Helicoil
Drill Designation Dia. Range | NPT Thread | Head Dia. | BSP Thread | Head Dia. |UNEF Thread| Head Dia. Thread Head Dia.

DCNT 0335-100-050A-3/8UNF 315 - .354 NPT1/8-27 335 G1/8-28 346 UNEF3/8-32 343 UNJF3/8-24 .339
DCNT 0571-120-063A-5/8UNF 551 -.590 NPT3/8-18 571 UNEF5/8-24 583 UNJF5/8-18 571
DCNT 0689-140-075A-3/4UNF 669 -.708 NPT1/2-14 689 UNEF3/4-20 701
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Dimensions Tough <— Hard
=]
o (<o) (<o)
S| 8|8
Designation L W1 S EPSR o | © o
AOMT 060204-45DT 5.66 4.50 1.96 45.5 [ o
AOMT 060204-45HD (1) 5.66 450 1.96 455 °
AOMT 030204-N-45DT (2 2.80 4,00 1.59 455 .
AOMT 030204-N-30DT (@ 4.00 4,00 1.59 30,5 °
* The cutting speed is dependent on the drilling insert being used
) For low carbon steel
(2) Used for specially tailored tools
Tools: DCNT (M8-M24) ¢ DCT (M8-M24)
PREThRnEAD
AOMT-Chamfering AOMT 060204-45DT AOMT 030204-N-..DT @ E

Chamfering Inserts

Dimensions Tough <— Hard
[=e]
S g8
Designation L W1 S EPSR S| o| o
AOMT 060204-45DT 223 77 077 455 ° .
AOMT 060204-45HD (1) 223 77 077 455 °
AOMT 030204-N-45DT @ 110 157 063 455 .
AOMT 030204-N-30DT (@ 157 157 063 30,5 .

e The cutting speed is dependent on the drilling insert being used

™ For low carbon steel

(2 Used for specially tailored tools

Tools: DCNT (M8-M24) e DCNT (UNC/UNF) e DCT (3/8-7/8 UNC/UNF) e DCT (M8-M24) (Metric)
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Cutting Material Grades and Engineering Materials

Tool Material Grades for Indexable Inserts and Solid Tools

The indexable inserts and solid carbide tools for thread production are produced from different tungsten carbide
grades. The grade is defined by a combination of substrate type, coating type and post-coating treatment. If the
indexable insert or solid carbide tool is not coated, then the grade will be defined by substrate type only.

ISCAR's products for threading are made from cemented carbide. Cemented carbides are very hard materials, and
therefore, can cut most engineering materials that are softer. In most cases, to improve performance of thread cutting
products when applied to machining a specific class of materials, the indexable inserts and solid carbide tools are coated.
One of the most common methods of coating is by physical vapor deposition (PVD). PVD coatings have a wide distribution
in indexable thread turning inserts and thread a solid carbide tools because they leave the cutting edges sharp.

PVD coatings are applied at a relatively low temperature (about 500°C).
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Nano Layered PVD Coating

PVD coatings were introduced during the late 1980's. With the use of advanced nanotechnology, PVD coatings performed a
gigantic step in overcoming complex problems that were impeding progress in the field. Developments in science and technology
brought a new class of wear-resistant nano layered coatings. These coatings are a combination of layers having a thickness of up
to 50 nm (nanometers) and demonstrate significant increases in the strength of the coating compared to conventional methods.

SUMO TEC Technology

SUMO TEC is a specific post-coating treatment process developed by ISCAR.

The treatment has the effect of making coated surfaces even and uniform, minimizing inner stresses and droplets in
coating. In CVD coatings, due to the difference in thermal expansion coefficients between the substrate and the coating
layers, internal tensile stresses are produced. Also, PVD coatings feature surface droplets. These factors negatively
affect a coating and therefore shorten insert tool life. Applying SUMO TEC post-coating technologies considerably
reduces and even removes these unwanted defects and results in increasing tool life and greater productivity.

ISCAR
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ISCAR offers a rich variety of carbide grades for indexable threading inserts and threading solid carbide tools.

ISCAR's Most Popular Carbide Grades for Threading

Grade Application field according 1ISO 513 standard Used in
Post-
Coating coating Thread | Thread
Description | Coating type layers treatment turning | milling
IC28 uncoated uncoated o
1C928 PVD TiIAIN L
|C528 PVD TiCN + TiN [ °
P30 - | M25-
|C228 PVD TiCN + TiN P45 M40 o
IC50M uncoated uncoated o
P15- | M20 -
IC250 PVD TiCN + TiN P35 M40 L
M15 - N10- | S15-
IC08 uncoated uncoated M30 N25 S30 .
P15- | M20- | K20 - S15- | H20 -
1C908 PVD TIAIN P30 M30 K40 S30 H30 o °
P15- | M20- | K20 - S15- | H20 -
1C808 PVD TIAIN + TiN o P30 M30 K40 S30 H30 o
IC1008 PVD TIAIN + TiN .
IC508 PVD TiCN + TiN L
MO5 - S05 -
IC806 PVD AITIN + TIAIN ° M15 S15 o
P10- | M0O5- | K15- S10- | HO5 -
IC1007 PVD TIAIN + TiN P20 M15 K30 S20 H15 o
IC903 PVD TIAIN °
|C902 PVD TiIAIN °

Member IMC Group
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cﬂ Material Groups
i: According to DIN / ISO 513 and VDI 3323
m Material
|_|J o Tensile Strength Hardness | Group
I_ 2] Material Condition [N/mm?2] Kc1® [N/mm?]| mc®@ HB No.
<E <0.25% C annealed 420 1350 0.21 125 1
2 non-alloy steel and cast >0.25% C annealed 650 1525 0.22 190 2
) <0.55% C quenched and tempered 850 1675 0.24 250 3
steel, free cutting steel
D ~0.55% C annealed 750 1675 0.24 220 4
Z quenched and tempered 1000 1900 0.24 300 5
<E annealed 600 1775 0.24 200 6
low alloy and cast steel 930 1675 0.24 275 7
U) (less than 5% of alloying elements) quenched and tempered 1000 1725 0.24 300 8
LLI 1200 1800 0.24 350 9
: annealed 680 2450 0.23 200 10
<DE high alloyed steel, cast steel and tool steel T e 1100 2500 0.23 5 1
D: stainless steal and cast steel ferritic / martensitic 680 1875 0.21 200 12
martensitic 820 1875 0.21 240 13
(D M | stainless steel and cast steel austenitic, duplex 600 2150 0.20 180 14
gray cast ronEE) ferritic / pearlitic 1150 0.20 180 15
pearlitic / martensitic 1350 0.28 260 16
: ferritic 1225 0.25 160 17
nodular cast iron (GGG) pearltic 1350 0.28 250 18
malleable cast iron ferritic 1225 0.25 130 19
pearlitic 1420 0.3 230 20
e e not hardenable 700 0.25 60 21
hardenable 800 0.25 100 22
<12% S not hardenable 700 0.25 75 23
aluminum-cast alloys hardenable 700 0.28 90 24
>12% Si high temperature 750 0.25 130 25
>1% Pb free cutting 700 0.27 110 26
copper alloys brass 700 0.27 90 27
electrolytic copper 700 0.27 100 28
non metallic duroplastics, fiber plastics 200 0.20 70 Shore D 29
hard rubber 200 0.20 55 Shore D 30
Fo based annealed 2600 0.24 200 31
hardened 3100 0.24 280 32
high temperature alloys Ni or Co annealed 3300 0.24 250 33
hardened 3300 0.24 350 34
based
cast 3300 0.24 320 35
e e pure 400 1160 0.24 190 36
alpha+beta alloys, hardened 1050 1245 0.24 310 37
hardened steel hardened 4600 0.25 55 HRC 38
hardened 4700 0.25 60 HRC 39
chilled cast iron cast 4600 0.27 400 40
cast iron hardened 4500 0.27 55 HRC 4

- steel
stainless steel
- cast iron
non-ferrous metals
superalloys and titanium
hard materials
() Specific cutting force for 1 mm? chip section.
(2 Chip thickness factor.
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Hardness Conversion Table <_E
o
]
S
A
Kpsif  N/mm? Z
| <
80| 560 CLG
200 0O
100| 700 <E
o
120 | 840 (_'j
300 140| 980
160 1120
180 | 1260
o
< 400 X 200 | 1400
% =
£ . 220| 1540 2
3 \ &
- \ 2
? \ 240 1680 %
S 500 X
\ 260 | 1820
) 280 1960
\
\ 300| 2100
600 \
I 320 | 2240
\
\
\
700 \
\
\
\
\
\
\
\
10 20 30 40 50 60 70
rockwell “C" hardness (HRC)
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— ISCAR MATERIAL GROUPS
T (e e =
=2
= ’ b - @ '
LI 3| — <>
1] : :
< <|__USA Germany U.K. France Sweden Italy Spain Japan Russia Euronorm
£ [AISI/SAE/
2 ®| UNS/
=| ASTM/AA | Werkstoff DIN BS | AFNOR ss UNI UNE JIS GOST EN
D 1000: SN 400 B;
G10200; EN 43B; el
Z K02301! Fe 430 BFN; i
<E K02595: o 4325 HR; Ay
K02596: j 43/25HS; 1411: Fed430BFN; | AE275B; ; Stdps;
1| Koosor: o e 438; El 1412 Fe430B | Fed30BAN | oourioos Stdsp S275JR
CD K02598; g HFW4; STKR 400,
K02599: HFS4: e
LLI K02702: ERW 3 o
N K0300 STK 41
<]: Sa0b Fe 4902 FN 1650 A 4902 S5 490 5
t 50-2; e 490- ; ¥ 550; -2; § tops;
1 10050 Fe 490.3; 508 A50:2 2172 Fe 490 Fe 4902 N 550 Sthsp
oC ST 50-2 G (E295+CR)
(D SN 400 B;
SN 400 C:
1| Kook 10045 Sy B | Esse Fe510BFN | AE3558B A S355.R
S5 490;
S5 50
1] Koero2 10143 St44-30; e | E283 141401 | Fe430CFN | AE275D 27500
Fe430C
P265S; 1644008 | SPH 265,
1 10130 i L e SPH 265 P265S
DCO3GT, o
1|  As19 10333 Ust3; e E FeP 02 AP 02 SPCD DCO3GH
USt 13
SM400A;
SM 400 B;
, SM 400 C:
K280} S275J2G3 (S2752); | €430 D1 , 1411; Fe 4308B; , S5 400; Stakp;
K03000: FF; E28-3; ; | aeormD ! ;
1], 50000, | 10144 St443 - 1412; Fe430C (N | eSO | ST 400; Stdps;
BRI Fed30D1) | 420043, 1414 Fe 430D FF) STKR 400 Stésp
' SM 41 A;
SM 41 B;
SM41C
BCoT;
1008; ; AP 11;
N DC 01; CR 4, C; FeP 01; il SPCC;
1| Giooso; 1.0330 25 iy & 1142 R FeP 01 e DCO1 (FeP 05)
A621 3z AP 00
Fo 3608,
4360-40 B;
ity S2354R (Fe 360 B) S o Fe 360 B AE235B; | STKM12A
o © ) i © s ) 1
1 G il St37-2 373 MR | E2 Ll 144937/23HR | Fe360B | STKM12AC
37/23 HS
37/23 CR:
37/23CS
Fe 310-0;
| 15HR , SGP;
1 10035 S18 e 3100k | 151s; A33 1300 Fe 320 Fasio $5330; ) s185
1449 15 HR; S5 34
1449 15 HS
CEW 2;
34/20 HR:
E195; 34/20 HS; St2ps;
1] Koos02 1.0034 ety S ee | Ass2NE Fe 330 BFN o E19%
1449
34/20C5
1 1.0334 poleat, 20 FeP 12 AP 12 SPHD 10kp
1CR;
11GS;
1006; DD13; i IR
il % 10335 ST 2 HR: 3¢ FeP 13 AP13 SPHE 08kp DD13
2 HS;
2 CR;
208
DCO4; CR1; AP O4; SPCE;
1| A6 10338 Sté; it ES 1147 FeP 04 St i 08JUA DCO4 (FeP 04)
St 14
SGV 4T,
SGV 450;
K01700; SGV 480;
KO2001; 141-360; FeE 235, R
Koooot P235GH; 151-360; 1330, Fo380 TKW: |y o7 g At oy g
1 ; 10345 HE: 164-360; | AB7CP ; Fe 360 1 KG: ; ) P235GH
K02203 i ot 1331 Fo 00 1 KG: |na7GradoRCT|  SGV 42,
K02503; 164-360 Fe 360 2 KG Sav 46;
K02601; SGV 49;
Ko2801 SPV 24;
SPV 46;
SPV 50

448 ISCAR
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<|__USA Germany U.K. France | Sweden Italy Spain Japan Russia Euronorm <E
5| AISI/SAE/
w®| UNS/ E
=| ASTM/AA | Werkstoff DIN BS AFNOR SS UNI UNE JIS GOST EN
040 A 10; D
oM ciomr; =
1010; c10; | Xeo. 1c10 F151;
1 G1o100 ek G 10 B2fli | cio; c10 Fi51.A 100 10 C10
: | AFascio <
En32A:
10CS N
S27500M;
1 436; Fe d30C;
1 10149 S5y ol | E283 141204 Fe 4300 Fotand, S275J0H L]
1 10226 ey 2 Gc 115110 FeP 02 G FeP 02 G SGCC A
AT0TT <E
(SS Grade 36 323500 m
1| (@30 Type2: | 40944 St37-3U; 400; E 243 Fe360CFN | AE235C 55 330; 323500
A1011 g 4360-40C S5 34 (D
(SS Grade 36
(250) Type 1)
1| As72.60 18900 S 436055 E 2145 FeE 300 KG $256 S380N
En50;
E335, ;
; Fe 590-2-FN; y Fe 590; A590; SM 570; Stops;
1| A572Gr.65 | 10060 (Fesg &2 . o A60-2 1650 i o s - E335
4360 55 E
S250G1T,; Fe 330; S5 330,
1 10028 USt 34-2 A34-2 Fe 330 BFU S8 34
164-3608
K01700; , . :
1| K02200: 10112 e i | e Fe 360 C AE 235G P2355
K02801
3608 LT20
10SPD20; 10 5Pb 20;
1 10722 fospeeo, 10PbF 2 CFiospp2o | 10SPD 10SPb20
1108,
1109;
1111:
;. 10820; 105 20;
1| s 10721 e 10F 2 CF 10520 10520 10820
G11080;
G11090
1oL13;
hit 11SMnPb30: 230M07 Foion Sum2z L
1 ; 10718 ; Pb; $ 250 Pb 1914 |cFasmnpbog| . R2IOM 1 gumo3 11SMnP630
12114 9.SMnPb 28 =il 11MPb28; | Moyt
G12134: F2112
G12144
1213; F210A;
1215 11SMn30; 230 M O7; F210L.
- 10715 e oMa S 250 1912 cFosz2 | fEiNG. SUM 22 11SMn30
G12150 F2111
1000, 05 M 15, . S
: . 070M20; | XC 25 . , 206;
1| oz 11151 (0225 En3A; XC 18; 1450 G20, 20 S 20 CK; 20 C22E
G10200; Ok 23 s o C25 C25K K
G10230 s
A1008
(HSLASF
Grade 80 , 60F55 HR: ,
1| [550); 10086 QSoaMC: | eoFss s | 8000 FeE 560 TM S500MC
A1011 60F55 CS
(HLAS-F Grade
80 [550)
A1008
(HSLAS F
Grade 70
[480)); S500MC; E 490 D;
1| o 1.0084 ey o 2662 FeE 490 TM S500MC
(HSLAS Grade
70 [480]
Class 1)
A1008
(HSLAS Grade
65 [450] 1501-50F45;
Class 1) SABOMC; 50F45 HR:
1 Ao08 10982 QSE460TM | 50F45 HS: S460MC
(HSLAS Grade 50F45 CS
65 [450]
Class 2)
/A1008 (HSLAS
Grade 50 [340] 46F40 HR:
Class 1); S355MG; ;
1 oaidag 1097 oStamiu | 4FOHS | EapD 264 FeE 355 TM S365MC
Grade 50 [340]
Class 2)

Member IMC Group
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<|__USA Germany U.K. France Sweden Italy Spain Japan Russia Euronorm
5| AISI/SAE/
®| UNS/
=| ASTM/AA | Werkstoff DIN BS AFNOR SS UNI UNE JIS GOST EN
/1008 (HSLAS
Grade 50
[340): 1501-40F30;
A 1008 (HSLAS S315MC; 43F35 HR;
1 | Grades5 [310] | 1.0972 QoTIMCL | AESHR | Es1sD
Class 2); 43F35CS
A1011
(HSLASF
Grade 50 [340])
K01600;
K02007: SM 490 A;
K02700: SM 490 B;
K02701" SM 490 C:
K02803; SM 490 YA;
; , FeE 355 KG N: FeE 355: , ;
| 10562 e 205-490A | E 355 RIFP; 2106 FEEEKG; | AES0KG | SMASOYE STK 15GF P355N
: A510AP FeE 355 KW 3
K03300: STK 490;
K11803 STK 500;
K12000: SMEO A
K12001" SM508B
K12037
SM 490 A;
SM 490 B
\oo4 SM 490 C:
- (0570 | 3554263 (53552 2132: 510 AE 355D M do9 ié 1768, —
hodes : St52-3N (Fe 510 D) 2134 Fe510D1FF | SM520B: 17618
1208, SM 520 C:
STK 490;
STK 500;
STKM 16 C
K01600;
K02302:
K02700: .
K02701: L ase:
K02803; P3SENLI: STK 500;
1] ko330t 10666 K 205490 A | A510FP 2107 Fe E 355 KT e P355NLT
K11803 ;
: STK 50;
K12037" STK 51
K12609;
A 209 (A
A299 (B)
K01600;
K02007:
K02701"
; 205/490:
K02803; P355NH: ey FeE 355-2;
W 10565 e 25404 | ASIONP 2106 B P355NH
K12001:
K12037:
K12609
1| Ki2037 10549 B30 ALt 50 EE 2135 Fe510D | FeE355KTM $365 NLH
S35500; 00
1| Ki2000 10553 St523U; oG | E363 Fe510CFN | AE355C sce3 535500
Fe5100
A252((1); $355J0H; 50C. | TSE355:3; AE 355 C;
1 he ((23))? 1.0647 St50-3U 4360500 | E36-3 Fe510C Fe510C S355J0H
S236JRGT;
1; _ , Fe 360 B; , ,
i | e | ZEE e | BB | e =
st 370 Fe 360 D P
056 M 15,
1020: 070 M 20;
1022 En3A
; | AF42c20;
1023; En3B: 2; G20 F112; S20C; 22,
1| Gio0; HEsE2 C22 E3C | 185 145l G2 102 $22C 2 26/2D
G10220; En2;
10230 22 HS;
22CS
SG 29,
SGV 416;
SGV 450;
: SGV 480;
Ka1701; 151-400; st O I |A42GrdoRC | SPVSIS:
1| (oo | 1045 PR | Tetdt | s | s | Featorkr APERORCE Suge o PaBsGH
, ' 1432 Fe 410 2 KW: -6306; ;
K02801 164-400 L ai0zZin F6307 SGV 4;
SGV 46
SGV 49;
SPV 32
SPV 36
FX300PD;
1| Ao7esa5 | 10443 H300PD: E 23-45 M 130 HX300PD
H 300 PD
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<|__USA Germany U.K. France Sweden Italy Spain Japan Russia Euronorm <E
5| AISI/SAE/
w®| UNS/ E
=| ASTM/AA | Werkstoff DIN BS AFNOR SS UNI UNE JIS GOST EN
K12000; S365NL, 5O EE, 2135,
1| KXo 10646 = oo B | EsssP o FeE365KT |AE 365 Grado KT, 0O
SM 490 A;
SM 490 B: Z
SM 490 C; <E
SM 490 YA;
1] Ki2709 10545 e ok | E3sR 2134 FeE 355 KG |AE 355 Grado KG| oo 15 S355N @p)
SM 50 B:
SM 50 C: LL
SM 50 YA; 0O
SM50YB
K275, , . <E
1| Ko2305: 10539 el SIBNH | oot | 213404 Fe510B | Fed55KaN S355NH
K12709 oC
1213; F210A; (D
| A 10715 I SOMI ] s250 1912 cFos2e | fAl0L SUM 22 11SMn30
G12150 F2111
1 10722 e 10 PbF 2 CFiosppoo | 1GSPD20: 10SPb20
1215,
G12150;
A29 (1215);
1[50 ﬂglgg 10736 S $300 CFoMnds | 125035 SUM 25 11SMn37
A510 (1215)
A519 (1215)
A521 (1215)
ToLi4; 11SMnPb3T: 12 SMnPb 35;
1| 12014 10737 HISMrbar, $300Pb 1926 | CFoSMnPogp| 2SR 35: 11SMPb37
G12144 :
040 AT0;
045 M 10; 2C10;
1010; C10E; En2A; C10RR; 2C 15; C10k; S 09 CK; 08;
1 Gio100 11121 0k 10 En2Ad; | XC10 1265 1C10; F1510 510C 10 C10E
En2B; c10
En32 A
1075, Ciok,
; 080A15 | XC12 ;
1017: CHEE; ; ; 1C15; F1511: S15C;
1 ; 11141 ; 080M15: | XC15 1370 ; ; * 15 G15E
G10150; Ck 15 Ay Ci5 F1110; S15C
G10170 C 15K
1020; En43B; §N 288 (B:;-
G10200; Fe430B; SN 490 B;
K02301: 43/25 HR; 1
; ; SN 490 C:
K02595; SO750R: 4BHS | pogp S5 400;
K02596: : 43B; ; 1411; AE 275 B; ; Stdps;
| 10044 St 44-2: (=8| NFA 35501 il Fe430BFN | AE2T9BL | STk 400; o S2750R
; Fe 4308 ; E28 STKM19.C; p
K02508! HFS 4; oy
K02599; ERW 3; B 400,
K02702: CEW 4 i
K03000 SAW 4 S
SGC 440,
1 1.0250 b $320 GD T $3206D
SGLH 440
1 10453 e PBENL
DCO4;
g CR1: AP 04; SPCE;
1 10338 S al ES 1147 FeP 04 apo o 08JUA DCO4
Fe 360 D1
(AR
37/23 CR; Fe 360 C;
K02001: S23600G3 (S23602); | 37/23CS: | E24-3; 1312 D; S5 320 .
1] Kooeot: 10116 St37-3N: 373 FR | E 244 e Fe 360 C FN: Lo o $23602G3
K02701 Fe 360D 1 3703Hs, | E24U Fe 360 D FF: P
40D; Fo 37-2
HFW 4;
HFS 4
1015; 0B0A15 | oigpp. ,
1017 C15: 0SOM15 | ¥c1s: 1015
1| oo 1.0401 oo En32 C: s 1350 C15; Fi11 $156 c15
G10170 110 | AFarGie C16
CR2;
DCO3; CR3; , AP 02; .
1 10847 RSt Cs3 E 1146 R0 APO?; e 08Ju DCO3
RRSt 13 14493 CR; FeP03
14492 CR
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®| UNS/
=| ASTM/AA | Werkstoff DIN BS AFNOR SS UNI UNE JIS GOST EN
Fo 360 BFU;
K01500; 37/23 CR;
Ko1702: S236JR; 37/23CS; AE 235 B FN;
K02401: S236JRG2; 37/23 HR: AE235BFU; |  S5330; St3ps;
1| koos0 1.0038 RSt 37-2; s7/03Hs: | E242NE 1812 Fe360BFN | ro3snBFN: SS 34 Stasp S285JR
K03000: Fe 360 B HRW 3; Fe 360 B FU
£570.36 HFS 3;
408
1] Jo3001 10446 o Al R 2513 GE240
T35,
080 M 30; ;
1035, C35G; 30| AFss; 1672, C35: S35C;
2| Giozs0 1.001 C366 En5; 1C35; 1650 1035 F.118 S35 CM 0356
080 M 36
XC 38
2| Josb 11183 ot 080A35 | XC38TS 1572 G 36; R1130; 5350 35 035G
10350 - 5 38 G35k $35C
1039; 40Mn4;
2| S8 11157 pLhs] 35M5 406
2| 040 10511 040; EE) i C 40, F114A G40
10400 ' C 40 oomao | 3% 1040 114,
1045,
1045 1 F1140;
; C45RR : S45C;
1042 CA5E; 080 H 46; ; Fi142: |
- ey 11191 o oo 48 | 20281 1672 C45 = 5 450l 45 CA45E
H10450; Cagk
G10420
1025, Co5E; 2C 25, F1120; S50,
2| Gioso 11158 k28 070M26 | %525 C25 C25K 5280 25 C25E
1043; C 45,
1045; C45; AF 65; C 45; S45C;
- ey 10503 o5 oo | &L 1650 L F114 S 45 C45
G10450 1045
1050;
* 053G
1085; : S50C;
- e 11213 G XC 48 TS 53 ot 50
G10550
F210G,
1140: 35520 3 35520;
2| 10726 e 212M36 | 35MF4 1957 BUS 6 o
1139,
1146: 46520;
- e 10727 e 45MF4 46520
G11460
35500,
2| «Ki2000 10553 St52-3U; 500 E 363 Fe510CFN | AE385C sce3 $35500
Fe 510C
2 10651 S365JRC S365JRC
K02700;
K02803 . . SGV 410;
2| Kosios 10473 o A52CP el FeE3552 |A52RCIRANI|  SGV450; P355GH
K03300: SGV 480
K12437
2 10416 o 20-400 M 1306 018D
36502, .
2| Kiosr 10577 S355.2G4; A52FP 2107 i
Fe 510 02
1049;
1050; CB0E; XC 50;
8 11206 o oomso | X% 1674 50 50 C50E
G10500
= 150 M 19;
- R 11170 28Mn6 En14A | 20M5 G 28Mn SCMn 1 306 28Mn6
G15270 EntéB
1034; XC35RR;
1035; e
1038; . 080 M 30; ; , S35C;
2| aios40 11181 GOt EN5 | yaoa, 1572 c35 RIS S35 CM; % CasE
G10350; 080M36 | 4o 3oH2 $38C
G10380; sl
C 1034
3R, XCSBHI U F115,
2 11180 e 080A35 | XCBH c35 BT C35R
1030; Ca0E; 080 M 30; S30C;
2| 89 11178 e oM XC 32 c30 2030 S8 C30E
1049;
1050; En43A;
B o 1.0640 C50 e C50 1674 G50 1C50 S50C 050
G10500
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w®| UNS/
=| ASTM/AA | Werkstoff DIN BS AFNOR SS UNI UNE JIS GOST EN
SMn 433 H;
1536, SMn 433 HRCH;
2| Gi5360 ilii(E8 I o SMin 433 RCH;
SMn 1 H
1025, 25,
2| 42 10406 025 070M26 | 1C25 L
16522; 20A15; F210F;
2 10723 155 20 210M 15 1922 F210F SUM 32
C450;
2 11730 S 45U
C45U
1045, P F 1145,
3| % 11201 agh 080M46 | XC42H1: 1660 C45 i sl 46 C45R
10490 XC48H1u C 48k
1040, CA0E; 080M40, | 2C40;
3| a10400 11186 Ck 40 En8 | XC42H1 C40 S40C 40 C40E
e CT6D;
3| I 10614 C76D; XC 75 30D 75 75 076D
G10750 D7
oD
1095; ; 95 HS;
3 * 10618 CoD; ; XC 90 30D 9% 92D
10950 e 9508
086D
1086 g 80 HS; C85;
3| Gioseo 1.0616 D 80CS G0 30D 85 C8eD
30 Mn 5;
AM30 Mn 5;
G28MIG: AS; ; 27ChGSNMDTL:
3 1.1165 b 0 F.120.D; SCMn 2 2 G28Mn6
GS-30 Mn 5 AG o 30GSL
F8311
SG 366
K01700; SGV 416;
K02001: SGV 450
K02200: — SGV 480!
3| ,R0e20L | 10481 17Mné; 2204698 | 990 2102 Fe 205 A4TROL Sty ats 14G2 P295GH
A515 Gr. 70; 17Mn4 sav 43
A 414 CrF; SGV 46
A414GrG SGV 49;
SPV 32
1043, C45,
1045; C45; AF 65; C 45; S45C;
- 10503 o osomds | E 1650 Lo Fi14 g 045
10450 1045
1335
1885 H;
1541:
; SMn 438;
1541 b 36Mn5; 4O0MS5; F. 1203-36 Mn 6; 3 3562;
3| Giasso; ey 36 Mn 5 150M36 | a5y 5 22y F 821236 Mn5| SMn 438 356L 36Mn5
SCMn 3
G15410;
F13350;
H15410
1045,
1046 £ F1140;
i , | cssmR : S450;
- N 11191 crs Qo9 | X 45; 1672 C45 e S 45 CM; 45 C45E
H10450; A C 48K §48C
610420
3 11303 o 38MVS6
4| 0% 10535 C55 070 M 55; 1%5% 1655 C55; F115 52 .0up 55 055
10850 En9 AF 70; 1C56 e
55
C50RR;
XC 54 $55C;
1085: OB5E: 070 M 55; ; F.1150; ;
4 ; 11203 ' Pl XCs0 1655 55 ; $55 C-CSP: 55 OB5E
10650 Ck 58 En9 ol C55K Y
XC 55 H 1
S58C;
4| 1060 10601 - 0B0AG2 | CoO: C 60; S oat Al 60; Co0;
10600 ' En43D | 1C60 1C60 opa 606 430
565 CM
, ) 060 A 67; _ - ,
| v | g B EE | o | o
n
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=| ASTM/AA | Werkstoff DIN BS AFNOR SS UNI UNE JIS GOST EN
1074;
1075;
4| oo 11248 ST RIS 1774 c75 S75CM 750 755
G10750;
G10780
4| 11274 el 9% GRL 1870 100 SK 95 -CSP 01008
SK120;
Wi12; , , SK120 M:
4| wi 11563 g]gg\’N e G120 KU g SK2; Ut2-1 125U
T72301 SK2 M,
TC 120
, C80S; _
4| %o 11269 Ck 85 i c8s SK 85-CP 85A 0808
C85E
1055, C55R; 070M 55, | 3055, F 1155,
4| Giosso il Om 56 End | XCS55H1 55 CB5 k1 C55R
1074;
4| oo 10605 cT5 0B0AT78 c75 c75 75
G10750
060 A 67;
1070; 080 A 67" 068; S700-CSP;
4| Gioro 1.0603 oe7 En43E | XC65 cer S70CM 067
1449 70 HiS
4 11219 e s C56E2
i 11220 e C56D2 05602
COoRR;
5 11217 s CS95 X0, K% C90S
CO0E2U
) . S58C;
1060 - oopey | SO0 S60 C-CHP;
- [ 11221 e o 1678 60 S60 CM:; 60GA C60E
Aot g4 | % C 65 C-CSP;
C 60 CM
C50RR;
. : i XC 54; . S55C;
5 oo 11203 oeek 0raMSS: 1 XG50, 1655 C55 ey $55 C-CSP; 55 OB5E
XC55H1: S 55 CM
2055
50P7;
‘ SUP6;
9260; 65917; ;
6 ; 15028 7, 60S7 SUP 6 M:; 6052G
692600 85517 e
SWOSM
9260 H;
6| Moo 15007 60Si7 18| eos7 60Si7 Hye 6052
692600
5657, F1a4;
9255 56 7: 251 A 58; 2085 . FiddA; 5552: 5655T;
6| Gcoss0 1.5026 55517; En 45 A %87 2000 587 56.Si7; 6052 55517
5557 F.1440
9255, 5197, 5057, 8BS T: .
6| Gooss0 15025 5157 515i7 50Si7 F.1458 518i7
4557,
6 15024 4657 Y468 7; 1451 4637
46917
G50986;
ASTM Grade GOr6:
6| s | 13501 e BOODA0; | 10002 Schché
G15116: GCr4
SAE E50100
SCMOAE;
SCMV 4;
K21390: 622; SFVAF 22A,
K21590: 100iMog-10; | 622-490; | 12CD9-10; SFVAF 22!
6| astmatge | 17380 10CMo910 | 622515 | 10CD 910 2218 12GrMo 910 TUR SFVCM F22B; 12Chs 10CrMoo-10
F22 £22/690 STBA 24;
STFA 24;
STPA 24
02, JOMNCIVS; BO2, | 90MVE; 0 MNCV 8;
6| 131500 12842 90 MnCrV 8 BO? 90 MV 8 S0MVCr8KU| "¢ 509 SOMCrv8
B0WCIVT; BST. 55 WO 8 KU, | 60 WCrSV 8;
6 1.2550 60 WCHV 7 BS 1 S5WC20 2710 53 WCr 9 KU F5242 Bowe7
51CrMnV4,
6 10041 51 GV 4
500V 4
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6| om0 12210 et 10003 forcvaky | 0L 115013
SKS 2;
105WCHS; 105 WCr 5; F5033; SKS 2 M; ChWAG;
6 12419 i 105w 18 | 1% WErS 2140 107WOrsKy | (55238 a S 105WCr6
SKS 31
2820,
5120
A : , SMIC 420 H;
6| St 17147 e 150M19 | 20MC5 2172 20nCr; F150D  |SMnC 420 RCH; 18ChG 20MnCr5
e SMnC 21 H
H51200
s 1.0004 o3 250453 5587 2085 55518 56517
s 1.0004 555527 H 250A53 | 5557 2090
. . . 6052,
6| 22, 1.0961 e 60SC6 60 SCr 8 By 5552;
- 50CHFA
) SCM 435 H;
; _ 35 CrMo 4 DF; |SCM 435 HRCH:
s 34Criod; SR 340Modks; | FI2A SCM 435 M; 35CHM:
6| oot 17220 GS34CMo4; | 708A30 | SAOMOER: 2034 oo KB | Fi25B; | soMssRCH | ,ochM: 34CrMod
o G34 CiMo 4 ; F.1054; SCM 435TK:
gl F.1250 SCM 3 H;
H41370 STKS 3
3BMInSi4;
6 ey 38 MnSi 4
T00CT6RR;
102C16; ;
L3 3 BL3; 100 C 6; F5230;
6| e 12067 1026 T o 102CreKy | 220 SuJ2 ch 102016
Y100C6
L 12108 e 2092 105WCr 5 90CrSi5
L 12330 ] 708A37 | 34CD4 2034 35 CiMo 4 35CMod
BOT; FE22A;
| JoMaweHVs; ;
o1; 100MNCrWA4; BOO; : 95MAWCr5KU;|  F5200;
6| 731501 1.2510 100 MnCrW 4 BO1; | H0MAYS 2140 10WCr6 | 95 MnCrWS; SKS 31 100MnCri4
BOO 105 WGr 5
F504;
st; 45WCHVT; BST, | 45WCw8; ;.
6| 10 12542 Aot Bl [ s 2710 4EWONVBKU | F524f; 5CHW25F 45WCIVT
45 WCrSi 8
55NiCrMoV6;
L6: 5BNICMoVe: BH 224; .
6| o005 12713 e 22 | ssnopv7 F5205 SKT 4 5ChNM B5NICIMoV6
56 NiCrMoV 6
12721 5ONCI13 55 NOV 6 2550 F528
_ _ | 100CeRR; F131; ,
6| 200 13506 e 2518 | 10ce; 2058 100Cr 6 100 Cr 6; T Schch 15 100Cr6
100C16 F1310
K11820; .
6 K190 15415 elitet 1603-2438| 15D 3 Lz 15ho3 m Acoul] STA 12
e 15Mo3 16Mo3 16Mo5KG | 16 Mo Iy
A182 Grads F1 16 Mo'5 KW
442; G20Mo5; 245,
6| a0, 15419 20Moé: B1: SCPH 11 G20Mo5
12522 GS-22Mo 4 Bi
AS0LF 5,
K13050; 14Ni6; 14Ni6KG; Fo641; -
6| Koi703 e 14Ni6 BRE 14 Ni 6 KT 15Ni 6 TR
K22103
14NICH0: ‘ ‘ SNC 415, ‘
6| 315 15732 R 14NC 11 16NICr11 | 15NCr11 | SNC 415 H; 120hN3A 14NICr10
SNC 415 M
3370,
3310 RH:
3312; " . 10NC 12; b
3316: vty 55 M1 | 12NC 15; ISNG 11 | SNG e HRCH:
6| 935 15752 JERS 655 H 13 | 14NC 12 LG | S s 16NICr13
E3310; Sl En36A | 16NC12: - i
E 3316: 16NCD 13
E9315;
G33106
SCM 415 H;
12CrMo4; | SCM 415 HRGH;
15CiMos; F150.; SCM 415 M:
6 1.7262 15 Crio 6 12604 F155, | SCM 415 RCH; 15CrMo5
F.1551 SCM 415 TK;
SCM 21 H
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6 16587 Do 820A16 | 18NCD6 14 NiCrMo 13
9310,
e, 832H13; 14 NiCrMo 13;
: 14NCIMo13-4: | 832M 13 15 NiCrMo 13; |14 NICrMo 13-1:
6| E0H 16657 14 NCrMo 13 4 s.i67. | 16NCD13 16NCMo 12 | F.1560;
(G93105; En360 F.1569
H93100: '
Ho3106
SCr 475,
) ) 12C3; SCr 415 H;
6| % 17015 SR 53M15 | 15Cr2RR: SCr 415 HRCH; 15Ch 15013
15C2 SCr 415 RCH;
SCrotH
il 30 A 32 SO A
. . 5 ; : . rd 2
6| S%2h 17033 S0 530H32 | 32C4 o 8600% | scrasoHRGH; 35Ch 34Cr4
e 530 M 32 - SCr 430 RCH;
SCr2H
5740,
; 530 A 40:
5140 H: , ; _ 41 CraDF; ,
6| 5140RH: 17085 ey SOMa0 | aeca i FA211; i 40Ch 41Cr4
G51400; O HAC, F.1202
H51400
6| o 1.7045 e 530A40 | 4204TS 2045 #Cra 404 SCr 440
5115,
; , 527 MA7; _
6| it 17131 fohdnCrsy 500 17; | 1EMNCIORR: 2173 16 MnCr 5 Fi516 18ChG 16MnCrS5
G51170 ssomir
BGH 7139,
BOHLERE 411;
VW 4221;
16MNCrSS; OPEL QS1916;
6 17139 Hivhess) A 2107 16MnCiS5
7139;
E411:
SES
5755,
5155 H
i , 595 A 58; _ SUPQ;
6| oo 17176 oo 525A60 | 203 2953 550r3 F.1431 SUP9A 50ChGA 55Cr3
; En 48 SUP 9 M
H51550;
G51600
6| e 1723 e s 4CMod | 42CMo4 | SNB22-1 40ChFA
4140,
440
4140 RH: SCM 440 H;
4142; SCM 440 HRCH;
442 1 42CMod; 708 M 40; SCM 440 M;
; ; 42004 42 GiMo 4; ;
4145, 1.7225; 49CIModV: 700 M 40; ; 2044 | ToD, | scmadoRchH:
6| G400, 17007 4 CiMo 4 En10; | goundio | 420ios | SBSHMOLKE: TUL SCM 440 TK; 40ChFA 42CrMod
H41400; 42 CrMo 4V En19A SNB 7 Class 2;
G41420; SCM 4 H;
R41420; SNB 22-1
K14248
K14047
4147;
447
4150:
450 F;
8650; SCM 445 H;
8650 H 50CMod; 708 M 40; SCM 445 HRCH;
6| Guiaro; 1.7228 50 CMo 4 T08A 47 2512 653 M 31 SCM 445 RCH; 50Crio4
G41500; SCM 5 H
G86500;
R41470;
H41500;
H86500
BGH 7321,
8620; 20MoCrd; ;
6 ; 17321 ; 2625 E320; 20MoCr4
(86200 20 MoCr 4 .-
K11547,
K11562: 620, SCMV 2;
K11564: o TUE, SFVA 12
K11757; 13CrMo4-5; b 14 CrMo 3; TUF; STBA 22; 12ChM;
6| Kii7so: 117335 13 CrMod 4 Sl || el 2216 14CiMoé 5 F.o631; STFA 22; 15ChM 186rMod-5
K12052: o 14CMo45 |  STPA20:
ASTM A182 STPA 22
F12
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SCMQ4E;
. . SCMV 4;
o000 *188%8%11%? 622%0? 120D 9-10; 12.CMo 9; AL 3B
6 astmatge | 1730 | ES120M031G | 622618 | 0D .10 2218 12 CrMo 10 TUH SFVCM F 22 B; 12ch8 10GrMo9-10
2z G12CiMog12 | 1502622 e 2
STFA 24:
STPA 24
6 17715 it 1503 660- 13MoCIV 6
E71400;
: 41CIAMOT-10; _ F174: ,
6| IGioy 18509 41CrAMoT; M | 400AD 612 2940 4 CrAMo7 | 41 CAMo 7; Sé%ﬁ& 38Ch2MJUA 4B
e 41 GrAMo 7 F1740
6 1.6566 T7NCMob-4 TINCMo6-4
6] Puis 12312 40CMNMoS8-6 200MD8S
20MnCrS5;
6 17149 CeE 20MnCrS5
6| PoosN 12138 | oCniMos &4 40CMND 8 40Ch2GNM  |40CIMNIMo8-6-4
6 12311 2‘8%%%77 40CMD 8 35CMo8KU | F5302 40CrMnMo7
49CrMod4;
6 1.7238 49 CiMo 4
. 52CrMoV4; X
6| 10 17701 51CrMoV4: o1 CDV 4, 51 CrMoV 4 51CrMoV4
G41500 JReh 51CMoV4
SCM 416 M;
6 737 160Mod-4; A18 CrMo 45 SCM 415;
- 16 CrMo 4 4 KW STBA 22;
SFVAF12
SCM 418 H;
16CMod; F1550;  |SCM 418 HRCH;
6 17242 Jorod: 15CD35 18CMod | gives | oo M, 16CiMos
SCM 418 TK
2419,
4419
4520,
G44190;
H44190 SB 450 M:
G45200; 16Mo5KG; TUD; SB 480 M:
6| Kis: 15423 16Mo5 16 Mo 5 KW F.2602 SB 46 M SB
K11820' 49M
K12020;
K12023;
K12320;
Ki2g21
£ 30CNGSA
HY-80;
HY 80:
6| Hve;
K31820;
MIL'S-21952
506 M 36,
6 En 16:
En 16T
4“”380';"? % oo 25 GiMo 4; F220: SS%m%%W 20ChM;
7| 4130RH; 17218 ooty | T08A2 | 250D4 2995 e P22 | soM430RCH; o 25CMod
G41300; SR, SCM 430 TK;
H41300 STKS 1
7 18070 ZAOmove-11; 35 NiCr 9
G535 CMovV 10 4;
7 1.7755 G35 CrMoV 10-4
7 1.7733 24CrMoV55 20CDV 6 21 OV 5 11
st SNB 24-1:
; SNB 24-2:
9850; : ;
; AONCIMoG: | 817 M 40; F1275; SNB 24-3: .
7 Az, 16565 40 NiCrMo 6 En 24 40NCMo7 | SNB24-4: 40Ch2N2MA 40NICrMo6
R43400: SNB 24-5;
e e SNCM 439 RCH
8640,
8640 H;
8740,
8740 1 - :
7 e 6546 4ONICIMo2-2; 40NCD 2; 40 NIGMo 2, NG 1%)5;2 o SNCM 240; ——
. - 40 NiCMo 2 2 40NCD TS 4ONCIMo2KB|  F1204 | SNCM 240 RCH
87420 TOE
HeB400;
H87400;
K11640
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8617;
8617 H:
8620; SNCM 220
8620 H: . | SNeM 220 b
8620 RH; 20NCMo2; | 898 20 Moo 2. | “SNCM 220
ARG 16523 2iNCMoz, | SM20 | oo N2 2506 20 NiGiMo 2 petlo 1| “Hack; 20ChGNM 20NICrMo2-2
G86170; 21 NiCiMo 2 Mo, L1922 | SNCM 220 M
(G86200; ‘ SNCM 220 RCH;
He170; SNCM 21 H
Heg200;
Ki2147
3INC14;
7 15755 Sinens 653M31 | 18NC13
3BNCTS; )
7| 313 15710 S 40A35 | 35NC6 SNC 236 36NICI6
4340;
G43400; 34CNIMoB; 816M6; | 34 CNMo8; . .
4 16582 Srandiea | Gl || €l 2541 [35NCMo6KB|  F1272 38Ch2N2MA 34CINiMo6
643370
7 18519 Stondovs 30Ch3MF 31CrMova
7| 8630 16545 SnNOMo2 2, 30NGD 2 30 NiCrMo 2 KB
- 16580 30CrNiMo8 g2amao | OCNDE 30CNiMo8 | SNCM 431
, 550, 20MV6; )
7| Koteo7 15017 ey GR55, | TSE4554; e
Grade 55 | TUE 4554
300M;
7| 4300 16028 4SNCMoV76 | S155
K44220
40CTMOVA3-9;
8 18523 39CMoVi3-0, | 897 M39 36 GiMoV 12 40CMoVA3-9
39 CrMoV 139
31CrMo12; F1712; 31CrMo12;
8 18515 SR 722M24 | 30CD 12 2240 32 GiMlo 12 e e
8 18161 )
8 1.7361 33.5_2%%1122 722M24 | 30CD12 2240 30 CrMo 12 F124A 32CrMo12
) ‘ F128;
9840; 36CNIMo4; | 817M3T; | 40NCD3; 39 NCiMo 4: 3 40CGNM: ,
8| Gosico el 36 CiNiMo 4 816M40 | 35NCD5 39NCMo 4 KB| 51250 SUP 10 40ChN2MA 36CrNiMo4
6145, 735 A 50; .
6150; 51CrV4; 735A51; 50CrV4RR; E 1'43 A SUP 10; 50CHFA:
8| e150H; 18159 50014 785H51: | 500V 4; 2930 50CV 4 FUSA | sUP10SP; 2CnER 5104
G61500; 50 GV 4 735M50; | 510V4 Lo SUP 10 M
H61500 En 47 -
o SNC 631;
8| s 15736 Szl 30NGC 11 SNC 631 H:
SNC 631 M
A128 Grade A, .
491100; 1.3401; X120Mn12, ERHOA SCMnH 1:
8| uJotioo; 13401, X 120 Mn 12; BW10 | z120M12 2183 G120 Mn 12 |, K20 | SOMnkEt, 1106151
J91139; : G-X120 Mn 12 e o5, nis d
291149 -
g| 41z 12332 47CMod 708M40 | 42CD4 2044 40Mo4 | 42CMo4 SCM; 47CMod
G41420 : SCM 440
440 H;
8| 4140RH: 42CMod+QT
4140 HT
8 18706 2IMnCI6-5
9 1.6659 31NiCrMo13-4 830 M 31 2534 F.270
) 15864 3ENCr8
9 18715 17MnCr5-3 17MnCi5.3
SLONG20;
SLON59D:
1501-509; STBL 690;
K71340: , 1501-510: | 9N X10NiQ; F.2645; STPL 690; .
101 Y1340 552 M 502-650; | Z8N 09 X 12 Ni 09 XBNi 09 SLON53; MRS
509-600 SLONGO:
STBL 70;
STPL 70
2515,
A2515; X12Ni5; Z18N5: ,
10| 2517 15680 TONH; Z10N08; S X12Ni5
E2517; 5Ni
K41583
D4 7200 CD 12,
T30404: X210CHN12; 7210CW X2150W12 | F5213;
10 “pg IZER X 210 CHW 12 BD6 .01 iz 1KU X210 CAW 12 SKD2 X2100w12
730406 X2100AW12-1
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H13: X40CMoV5-T; X 40 CIMoV 5, X40CMov5 | F5318;
100 1813 1234 X40 CrMoV/ 5 1 BH13 |"740cDV5 2242 11KU | X400MoSvs|  SKD® 4ChSMF1S X40GrMoV5-1
, X100CrMoV5; . F.536;
10 450 12363 X100CMoV5-1: Bag  [JOTIONS  popp | XT0GCHIOVS) o7, SKD 12 X100CrMoV5
X100 CrMoV/ 5 1 X 100 MoV 5
FoT; X3OWCIVO-3; X30WON O | F5323; X30WCIVa 3,
10| 20831 1.2581 X30WCHV9 3 BH21 | Z30Wev9 3KU X30 WOV 9 SKD5 3Ch2wer X30WCIVO 3
X165CMoV12; X165CMoW
10 1.2601 %185 CriMoV 12 2310 1oKU X165CrMoV12
X36CrMo17;
10 12316 c ek X38CrMo16
e 785 WOV
M2; ; BM2, | 06-05-04-02; F550.A;
10 15, 13343 HS 6-5-2; o S 2722 oo SKH 51 R6MS5 HS6-5-2
5652
HS6-5.2
10 N 12343 X37GMoVS-1; BH11 | 280DV xa7omovs | RS SKD 6 4ChEMFS X37CIMoV5-1
T20811 : X38CrMoV5-1 X38CrMoV TKU ik
X 37 CrMoSiV 5
X37CIMOWS-1;
H12; 1.2606; X 37 CrMoW 5 1; Z 35 CWDV 5; X 35 CrMoW X37CrMoW5-1;
101 120812 12605 X35CHWMoV5; BH12 | a5cinmMovs 05KU R587 SKD 62 SChNM X35CH WMoV
X 35 CWMoV 5
. X163CrMoV12; X 160 CrMoV .
100 25 12379 X155C1VMo12-1; BD2 12, a0 |F1OSMO2L Espon s X153CrMov12
X155 CiVMo 12 1 7 160 CDV 12
X33CrS16;
10 1.2085 Jasarsie, 735V CD 178 X33CrS16
21MnCr5;
10 12162 Sl 20MC 5 21MnCr5
X45NiCrMo4;
10 12767 45NICTMo16: 45NCD 16 140 NiCiMoV 8 KU X45NICrMod
X 45 NICtMo 4
X19NiCrMo4;
10 12764 X 19 NGMo 4; X19NICrMo4
GX19NICrMo4
F621;
D3; X210Cr12; X200Cr12; [
100 10 1.2080 e B3 | X202 X205Cri2Ku|  F5212; SKD 1 Chi2 X210Cr12
X210 Cr 12
X38CMoV5.3;
10 1367 Rl X38CrMoV5-3
27NiCrMoV15-6;
10 16057 26NICIMoV44-5:
26 NiGMoV 14 5
SCMV 6
SFVAF5 A
501; , SFVAF 5B
502, X2 Ok F240B; SEVAFS(C;
10| S50100; 17362 ; 2408, SFVA5D; X12CiMo5
, 12CMo19-5: U ,
S50200; bt SNB 5 Class 1:
k41545 STBA 29;
STFA 25;
STPA 25
V33,
T11333; HS2-9-2.8; 2908;
"y 1.3249 $2-9-2-8 BM34 F5611
T11334
WA, HS7405, 7110 WKCDV F5615;
M| 11341 a2 S7-425 07-05.04-04-02 HS 7-4-5.5 RS2
7110 DKCWY
09-08-04
M42; HS2-10-1-8; F5617;
1 M2, 13047 oo e | 0o o716 Hs2918 | 42610 o SKH 59 HS2-10-1-8
HS2-0-18
7130 WKCDV
. 10-10-04- F550B;
11 13207 Sl e BT 42 04-03; HS 104310 |  F5653; SKH57 | R12F3K1OM3-SCh | HS10-4-3-10
10-4-310; HS 10-4-3-10
HS10-4-3-10
T15; HS12-1-45; F5563;
7 13200 s BT15 | HS12-1-45 HS 12165 | g oot o R13F4K5
6-5-2-5;
6525 HC;
HS6.5-2-5:
HS6.50.5 HS6-5-2-5HC; F550.C;
11 13043 T BM35 | Z85WDKCV 2723 HS 6-5-2-5 F5613; SKH 55 RMSK5 HS6-5-2-5
06-05-05 HS 6-5-2-5
04-02;
7 90 WDKCV
06-05-05-04-02
7100 DOWV
M7; HS2-9-2; 09-04-00-02; F.5607;
11 14307 1.3348 3990 2.9.0: 2782 HS292 HS 202 SKH 58 HS2-9-2
HS2-9.2
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D . , 780 WKCV i
T4, HS18-1-2-5; . F5530;
1 5, 13255 s T4 | 1905040, HS 18415 | g oo SKH3 HS184-2:5
<E TI HS18-0-1 HE S0 F5520
11 110001 1.3355 318-01 BT 1 780 WOV 2750 HS 18-0-1 HS 18041 SKH 2 R18 HS18-0-1
) 18-04-01
11 X10NMoCIV6
LL 12| $XF 14104 e Pl Z13CF17 2383 X10Cr8 17 F3413 SUS 430 F X12CMoS17
<ED 12| 31500 14417 | GX2CNMON25-7-3 2376 GHECMoN
X10CTAISTS; F3113; .
0 12 14742 s Z120AS 18 o SUS 21 15Ch18SJu X10CrAISiH8
X10CrAISi13; F3152:
( ' ) 12 14724 X10CrAH3; x10cat2 | o 3182 10Ch13SJu X10CrAISi13
X10 CrAl 13
12 o 14113 poamorr | 4s4s17 | Z8CD 1701 2395 F3116 SUS 434 X6CrMo17-1
HNV-6: —
12|  HNe; 14747 (SOCNCI20, | 443565 [£80 CSN 2002 X80CISNi20 | F3208 SUH 4
S65006
106, X10CTAISIZS;
12 oo 14762 X10CrA4; 710 CAS 24 2322 F3154 SUH 446 X10CrAISi25
X 10 CrAl 24
B X53CMANIN2T 0; 752 CIN X 53 CrVnNN .
12| I8 rag7 | COSOMANEZIS: | 349550 | 2520 o F3217  |SUH35,SUH36| 550H20GOANA | X53CIMNIN21-9
X7Cri4;
12 1.4001 X70r14; Z8C13FF SUS 4105 X7Crié
GX7Cr 13
440 B; X 89 CrMoV
12 o0 14112 X90CrMov18 181 SUS 4408 X90CIMoV18
4108S; )
403; X6Cr13: SUS 403,
12| % 14000 oog, 403817 | z8C12 2301 X6Cr 13 F3110 SUS 403 Fa; 08Ch13 X6Cr13
R SUS410S
SUS 410,
SUS 410 FB;
4o; X12Cr13; 408 21; SUS 40 T8
S41000; GX12Cr13; ANCT | Z10C13; X12 Cr 13 KG; SUS 410 TKA: 120h13;
121 541001 b8 X12 Cr 13 gade A, | 213C13 202 Iypcrzkw | P01 | sUS410TKC: 15Ch1aL MIEeHE
CA15 X10Cr 13 En 56 A SUSF 410-A;
SUS F 410-8;
SUSF 410-C
. . SUS 405;
12 o 1.4002 }gccrﬁ{] o 405517 | Z8CA12 X 6 CrAl 13 F3111 SUS 405 TB; X6CrAI13
3US 405 TP
12 o5 1.4005 AlceS e 682l | z11cr1s 2380 X12.CrS 13 F3411 SUS 416 X1201513
12 14015 X8Cr17
SUS 430,
: , 430S17; | susasoTE;
12 g 14016 oo 430515 | z8ci7 2320 X8Cr17 RI0D | sUs 40 TR 120h17 X6Cr17
4305 18 ' SUS 430 TKC:
SUS 430 TP
ANC 1 grade
B;
12 14027 roorts  [ANCLORE 750013 SCs 2 20Ch13L
420C 24;
420G 29
SUS420F,
420887, | 500515 SUS 4204 %;
12| 25 14028 iy 120845 | “733G 18, 2304 X80Cr 13 F.3403 S 30Ch13 X30Cr13
Ensep | £°0C18 SUS 420 J 2 FB;
SUS 420 J2 TKA
12 14086 S20S | 452611
GX40CrNi27-4;
12 1430 | GXa0Cmior4
X20CrMo13;
12 47 X 20 CiMo 13
439,
4307 : . SUS 430 LX;
12| $43035; 14510 el Z4CT17 xeomi7 |y E8HI8 sUs 430 LxTB; 08CH17T X3CTH7
S43036; SUS XM8TB
M8
12| 4461 14749 X18CN28 7120725 X18CrN28
X3CIND17; Fa102, SUS 430 1%,
12 14511 Dl Z4CNb 17 X6omMp17 | | F31aZ | SIS H0LK X3CrNb17
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. o . SUH 4091,
12 o 14512 Q%Ccrmz ol | zscTie X6 CrTi 12 F3121 SUS 400 LTB; XOGrTi12 O
SUS 409 T8 =
X4CNMo16-51; 760ND .
12 14418 HomiMolo ol feon 2387 X4CrNMo16-5-1 <E
2205 37; SUS420J1;
420; X20Cr13; | z20cH3C F310. ;
12 ' 1.4021 ; 4208 29; : 2303 X 20 0r 13 " |sUS 420471 Fe; 20Ch13 X20Cr13
42000 X200r 13 20529 1 "7200 18 Fadz  |Soe 20 1EB D)
0, LLI
- X39Cr13; 740G 14C) F3404;

13 2000 14031 sy Joous 2304 X40Cr14 | 3004 | susa20u2 40Ch13 X39Cr13 N
X20CrMoV11-1; : .

13 14922 X200Movi2-1; | BS 762 2317 X 20 GrMoNi X20CrMovi1-1; <E
X 20 CrMoV/ 12 1 1201 X20CrMoV12-1 m
a2 X22CiMoV12-1;

13 lesas | A X21CrMoNiV12-1 C I D)

, , 220537, , F310J, | SUS42007,
13 g0, 1.4001 sy 4208 29; | 220018k 2303 X 20 Cr 13 F3402.  |SUS420J1FB; 20Ch13 X200r13
En56C X20Cr 18 |SUS 420 J1 TKA
Z44C 4Gl
420; X46Cr13; : F.3405;

13 ; 14034 ; 744G 14, X 40Cr 14 ; 40ch13 X46Cr13

$42000 X46Cr 13 LAl X40Cr 18

. X17CMN16.2; [Z15CN 16.02 F313 . .
13| oo 14057 X200ni17; | 481828 Cl 2321 X16 CrNi 16 F.3427; s el X17CiNi16-2
X 22 Cili 17 7 15 ON 16-02 X19 CiNi 17 2
CA BNV, N Z6CN13.04;

13| S41500; 14313 AICMIMa1S-E 76 CN 13-4: 2384 X3CrNiMo13-4

191540 74 OND 13.4 M
13 14122 [ X 39 CrMo 17-1 X39CrMo17-1

22, X20CMOWN12-T,;
13 gomn 14085 | J20CIMOWRIZ T, X20CMOWV12-1
X45CrSI9-3;

HNV 3; i | 401545 : F302, 400h9S2; .

13 14718 JCses, NS | zascso X 45 rSi 8 e SUH 1 s X45CrSi9-3
12083, X40Cr14; X40Cr14; F5065;

13 T sl ] 2314 xarcrizku | Fo%8 | sus 42002 X40Cr14

13| GRS | 1as17 oI, | 428 1% Faonp134M GX 6 CrNi 13 04 ssggaﬁx GXACINiI13-4
S13800; YX3CINIMoAl 13-8-2 )
13 3 14530 | JOCNMON 1382 | Fe PM1s0 3CINMoAI 13-8-2
16-5PH;
155 PH: -
14| XW2 o | XeCCuNb15-5 77 CONU 1506 X5CINICu15-3
$15500; 4545,
292110
w00 73 CND 25-07 FS% | susaayt,
i X3CrNIMo27-5-2; Az, 3309 151)5'309 1 FB; ,
14 sy 14060 | JoCiMoZ7 52 ssonGaros| 2024 X8ONMo |SRS0) 1 B 100N | xaioaT-52
) 05 1'sUS 3291 TP
X8 CrNiMo 26 6
321531,
Lw1g;
L\,vaégﬁs X 6 CNITI 18 11;
LWCF 24; X6 G 18 06Ch18N10T;
321; 31512 11KG; F.332, 08Ch18N10T:
14 2 14541 XeoNT18-10 | 21212 \z6oNT1810| 2837 X6CNT 18 |  Fas03; SUS 321 gBCnIBNIOT: | ¥eorNiTit8-10
391 S 51; TTKW, X6 GrNiTi 18 10 12Ch18N10T
ek X6 CNITi 18
50-490; KT
1010;
1116
14 14425 | X2ONMol8-133
SUS 316,
316531, [26CND 17-11; . :
316, 316533 {26 CND 17-11- R
316H; X5CNMo17-12-2; | 168170 | 02-FF X5CMNIMo17 | F3534 | SUS 316 HFB; .
14 36 1.4401 Xs oo 810 | 18818 ZTOND 11 2047 TR | oot 17 | SR SehE: | oBCNTENTTMS  |XSCNMol7-12:2
* : : X5 CiNiMo 17 122 SUS 316 HTP:
$31609 316S41: | Z7CND o Al
845 17-12-02 ,
SUS 316 TBS
14 14821 X20CNiSiZ5-4 Z20CNS25.04 X20CNISI5-4
ANC 3
14|  Jo2701 14312 axioomites | JEA 7 ioon189M S 10Ch18NSL
302G 25
92605, GRAOCINS2T 4, -
14 200 14g03 | S0ONSET S SCH11X GXAOCINISI27-4
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0O GX7CNMoCuND18-18; )
14 14585 | GX7 CrNMoCuNb X 6 OiMoTi
= M 1712
<E 347; . 347¢17. | Z4CNND AMX 7 CrNiNb
B i tamsp | GX6OMNbig-1t | STCTE Tgqo N SCS 21; .
: A grade 20 10: ; GX5CININDT9-11
N 282710 Nb 28 ChND F8413 S5Cs 21X
GX7NICIMoGUND25-20,
LLI 14 14500 | GX7 NiCrMoCuNo ey
a e 20 M
3045 15,
<E 304 S 31; U
LW 13; X5 CrNi 18 10; :
0 W15 | Z4CN19-10 X5 Orii 18 SUS 304 A
14 304 - xsomite10: | a2l |5 i s 2333, 10KG; Fasoh | SUSa0itn
(D 30400 : X5CNi 189 | wor 1% |22 N 1Es 2332 XECN 1810 1 x5Cni 1810 | SUS 304 T8; 08CN18N10 X5CMi18-10
302517 | 27 CN 18-09 X5CiNi 18 SUS 304 TBS,
304 S 16: 10KT SUS 304 TKA,
Sie SUS 304 TKC
304 S 40
Z1 0N 1812
304 S 11; ;
o oS0 |Z2CN 18-10; F310G;
304 L 4306 o Lwcr 20; | Z3CN19.10 X3Cmi18 11; |, £3003:
14 s 4308; Ni19-11; S M; pao | XS SNIBIN  x20iMi19 10, XoCHNi19-11;
i 14309 GXCINi19-11 2% |zaoN s Sy s| AMX 2 OiNi 5Gs819 03Ch1BN11 GXCNi19-11
o sorop [Z3ON 111 1910,
D811 | 230N F841
304H;
304 H:
CF8; o 760N 1810 X7 CNi :
14] 192500; 14308 FROMI0 | 30415 M; My ?é’ N e 133/'\; o7chigNgL | GXSCMIO-10:
jggggg Z6CN19.9M F8411 SCS 13X 56t
J92710
GX10CIN oy
0CrNi18-8; grade A; Z10 CND
14|  Joro1 14312 i O I scs 12 10Ch18NOL | GX10CiNi18-8
3025 S 25
XOCNIN234; 730N 2304
14| s32304 14362 Joommas . N 2307 XOCININ23-4
201, , 712 CMIN i
14 2 14372 | X12CiMANIN17-7-5 - 12 G SUS 201 X1ZCHIINN
316537, SUS 376,
316 S 33; A
316; XAONMO17-133: | LWOR 23 oo, XS o F.3538; SSL&JSSS?:FAB;
: -13-3; ; oo 1713, 3538, - ,
14 S& 1 | IS | Bas e [BoNDIs1s| 23 canis | x5Ciimo 17 | SIS SIETE: X3CrNMo17-13-3
316540 | 5T SND 1713 133 SUS 316 TKA:
3165 41; SUS 316 TKC:
14436 3US 316 TP
72 OND 17-12;
oL 30311; PIOND 17-11-
: ‘ 3165 13; 02 :
_ X2CNIMo17-12-2; ; ; SUS 316 L,
316 : " | 316514 [Z3CND17-12- - :
, X2CrNIMo17-13-2: z . X2 CrNM F310/G | SUS 316 LFB;
14 s 104 | OO 17 125 | S5 | 2348 o F3533 | SUS 316 LTES; X2CrNMo17-13-2
v e eS| eIl 17-12- F3537 | SUS316LTP;
S 57" 02 FF; SUS 316 F 316 L
75 Z3CND
_— 18-12-03
T6LN; XoCNMONT7 112, -
14| 316N 14406 | XOONMANIT 125 S e X2CMIMON |y 5 G 17| SUSBIBLN: X2GrNIMoN
$31653 X2 CNIMoN 17 122 563 Az 1712 122 SUSF316LN 17-11-2
ANC 4 grade
CF-8M; GXECNIMO 19-11-2; | 4 B AL ICLLD | ST I i
14) oo 14408 | GSONICI9IZ | aNC 4By 20 10; SCS 14 A, orohieniogesamzl|  GSCiMo
316 C 16; F8414 SCS 14X 19-11-2
845 grade B
YXOCNMONZ57-4; 75 OND 2506
14| sars0 14410 | X2CHMoNZS T4 o 2398 XOCHNIMON 25-7-4
3T6LN: .
: N . . F3543;
| BN (a0 | XEOINMON1T-133; | 816563, 23 COND 17-12 X 2 CiNiMoN 43, SUS 316 LN; X2CrNIMoN
o X2 CNIMON 17 133 | 14429 Az 2375 713 |X2 CT‘,J!“QON 7| susFais LN 17133
316513,
; X 2 CNiMoN
: NiMo18-4-3; ; 03; X2 CrNiMoN 17| F.3533- ;
14 S0 145 | oGt 1es | BI85 | zecho 2353 e SN2, | SUSBIBLTBS; | OBCHITNIAM3 | X2CNMot8-4-3
192800 Lagan | 181403 X 2 CINIMoN 17 e
8458 13KW
X2CHNIMON17-13-5; 73 CND 18-14- F.3544; '
14 31726 144391 5 GiNiMoN 17 135 05 Az LR RooeN
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SUS 317, D
317; . X5 CriMo SUS 317 78: .
14 ST 14449 | X3CINMo18-12-3 | 317516 o e X3CrNMo18-12-3 =
SUSF 317
200 75 0ND 2705 Fo0% | suss0ut; <E
N X3CINMoN27-5-2; Az, 3309 19015309 J 1 FB: ‘
14 S50 14460 | LICMONZT 52 P XBONMo IS8 o001 1|  10CR2ONSM  aCiNioN2r 52 )
)% X8 ol o6 | SUS 329 U1 TP
72 CND 24-08 DLU
AZ.
$31803; . , , ; SUS 329431,
14 S31260 14462 | S2OINMON22-5-3 | 318515 [73CND 25061 oq77 SUS 320 J 3 LTB; X2CINIMON22-5-3
X2 CiNIMON 2253 |~ 1.4462 03 Az
30900 . 3US'320 31T
05 Az oC
631,
" 1.4568; A . SUS 631;
14 [TTRH 1.4564; JIOmRITT | sorsst [SSONAITOT osgs 2CNMo 1712 SUSE31J1; | 09ChIZN7AA | X7CNiAi7-7 (D
Lt 14504 SUS 631-CSP
s X2CrMoTi18-2; 73CDT 1802 F.3123; SUS 444,
14 o 14521 SRIIE SCOTIB 08 226 X2 CrMoTiNo | SUS 444 T8; X2CMoTi18-2
S 182 SUS 444 TP
904L; X1INICrMoCu25-20-5; )
14| 904l 14539 | X1NCMoCuN25 | 904513 | £2NSDU 2562 XiNCoCu
N0B904 205
630;
;. ‘ , 77 ONU 15-05; SUS 630;
14 B 14542 | NOCMCURCTES, 77 ONU 16-04 SUS 630 FB; X5CINIGUND16-4
e 77 CNU 17-04 SUS F 630
14| 31254 14547 | XICMIMON20-18-7 2378 KIormoN
631; )
17-7PH; XTCNIAH7-7; 7.9 ONA 17-07; . SUS631; .
14 TR 14568 JoommIT | sotsst [SSONATTOT o3 2CMiIMo 17 12| SUS631J1: | 0oChi7N7Jul | X7CNiAH7-7
IRk SUS 631-CSP
X 6 CrNivoTi
1712, F310B; ,
. 12, ; SUS316T; | 0BCHIENTIMAT; .
3167 X6CNMOTH7-12-2; | 3208 31:; X6CMNMoTi 17| F3535; T C | XeCiiMoTi
14 ; 14571 MoTi12:2; P pecNDTi7-12] 2350 ) 035 | SUS 316 TITS; | 08Ch17NT3M2T,
31635 X6 CNMoTi 17122 | 3205 18 yod2iG |xsommon 17| JRSETER | e N e 17-12-2
12 KW
3095,
3095, S . SUS 309 S;
14| 309 14833 Q20M21S | s09s2e (515K 23S X6 CrNi 23 14 SUS 3095 TB; X12CNi23-13
$30008; SUS309S TP
530000
14| s30415 14891 A 2372 X4CINISIN 18-10
14| 30815 14503 | XSCNSICe2 112 2368 XOISICe
304H; Y6CINIT810; .
304 H Yeorite-11, | 3045 50; .
14 Ut 14948 Joormtetts | 30455t | 250N 1809 SUS 302 X6CNi18-10
330480 ' 801 grade A
ANC 4 grade
G
GX5CINMOND19-11-2;| ANC4C; | 74 CNDNb GX 6 CrNIMoNb GX5CINIMOND
14 14581 15X’ CrMoNb 18 10| 318C17; | 1812 M 2011 50522 19-11-2
845 grade
Nb
‘ F310C; ‘
303; XBCINIS18-9; ‘ ; XBOINIS18-9;
14 ; 14306 189 | 303531 |zZ8ONF18-09| 2346 [x10CmNiS1809  F3508: SUS 303 30Ch18N11 ;
$30300 X 10 CNIS 18'9 e 58M
304 S 11;
LW14; .
W20 |Z10N18-12; S
304L,; o | uweF s | Z3ON 1810 | Fs10G; ;
14| 3040 14306 KOOI | \wepoo: [Z73CON19-11: | o352 [X2CMITBTI page” | SUSSO4LTE: | ganyqgnyg X2CrN19-11
T X2 CNi 1911 J | 2T XBCNI18 11 | 4, o008 | | SUS 304 LTBS;
22 AL SUS 304 LTP;
et SUSF304L
304 S 11
30, ‘ 0 G SUS 307,
14 S0 14310 Jloamiies, | 012U Zii o] 21 (X207 07|y, 30U 1 SUSSOTOSPIT yacniang X100Ni18-8
530200 21218-08 SUS 302 FB
14 e 14311 XOMINTB10; | 50 5 g4 o 0212?18-10 2371 [X2CNN18 11|, , 304t SUS S04 1LN; X2CrNIN18-10
0 ; X2 CNIN 1810 Z3CN18:07 X2 CNIN 18 10| SUS F 304 LN
Az
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D 304B1;
30482
= 30483
304 B o
14| 30482 14350 X5CINi18-9 304531 | Z6CN1809 | xscmitei0|  F3sst 58E
304 B3; 2333
S30461;
@) S30462;
330463
LL SUS3T7L
D a1l 72 CND 19-15- F3530: SUS 317 LFB;
; X2CINIMo18-15-4; 04; X2 CriiMo 3539 | g3 317 LTB! N
<E 1 arn 14038 | JOONMOBISE | girs1a |, 2367 e | 20018 | 3257 TP X2CINIMo18-15-4
19-15-04 SUSF 317 L
oC SUS Y317 [
SUS 321,
( I ) SUS 321 HEB;
i 14878 XI2ONTHB10, | 251531 |z6ONT18-10| 2337 [X6CNTi1811|  F3553 e e ST
i : X 12 CiNITI 18-9 - - SUS 321 TKA' 508
SUS 321 TP;
SUSF 321
SUS Y 321
37 S 3T, X6 CrNIND .
ANC 3 grade 18 11; SSéJSSE;IZB
ot XSONNDIE10, | ANGBB: | Z6CNNb A 10 Faspy | SUS 3T HTB XBCrNIND18-10;
14 s34700. 14550 | yECNiNb 1810 | 347520 | 1810 2338 | X6CNIND 18 X6 CIND 18 10] Soo 1B | 0BCTEN1ZS 58F;
334800 347 S 40 11 KW S 34T TR
347 S 501 X6 CININD 18 N
347 3 51 1 KT
14 38 483 | X10CINMoNbIG-12; 76 CNDND X6 CrNIMoND
331803 : X 10CINiMoNb 18 12 18-12 20 11
310H: SUS310S;
310H; 310S16; |6 0N 25,90, SUS 310 F8;
3108; X8CNi25-21; | 3105 24 g X 6 CrNi 25 20 (X SUS310STG; | 10Ch2aN1s; .
14 30, s X12CNi2s31 | 810825 [512ON25201 2061 6 CrNi 25 20) il SUS310STP: |  20cheantg | X120Mi25-21
$31008; 3105 31 SUS310 TB;
331009 SYSY3108
m 14465, | XICINIMON25-22-2; X1CINMoN
14466 | X2 CNMN 2522 7 25-0-2
, oo, Z9CN 2413, F3312; SUH 300 _
14 S5 1428 | JISONSRO T2 | 309524 | Z17CNS X16CNi2314| X15ONS | SUSS00TB; | 20CH2ONIAS2 | yysnicsig 1
2012 20-12 SUS 300 TP
HK: ‘
; " | Avxdocomi | scHot:
294203; GX4OCINISI25-20; | 310G 40; GX40CNi , ; "
14 Joso0s: 14848 | GX40CiNiSi2520 | 310C 45 2620 e Sl G4DGNiSi25-20
04224 -
HK 30; SCH 13,
J93503; , s 1o, , SCH13 A
14 Joaoos, | ST | SXOCNEESIZ | 80930 GX % ON SCH13X | 40Ch24N12SL | GX4OCINIS25-12
94013 : SCH17:
HH SC8 17
310;
314 os o, " F3310; SUH 310:
14|  s3to0; 1.4841 IeaIcae 2 | 314525 7 15 CNs 2520 KIECNIST | x15Cilisi | SUS310TB | 20ChosN20s2 | X150mNisi2s-21
$31400; 2520 SUS Y 310
331500
GXAONICISND3819; GXAONICISIND
14 14849 | GX40 NiCrS1 38 18 38-19
532760, 73 CNDU X2CrNIMOGUWN
14| sAs51/905; | 14501 [xeCiNMoCuWNes-T-4| 14501 | 3 CNBL \ikoC
25Cr-7NMoN
25130,
25143;
348; ' 3S144:
14 S5 14546 Xscniote-10 | 3374
S.525;
S.527
sepe | ZI0ONT
14 ekt S.526 1811 X 6 CiNTi 18 11 08CH1BN12T FE-PA 13
1.4544.9 S8 | ote0cEs
91600201
Y12CIN89;
14 16900 X12 CNi 18 9
X12CN2212;
14 14829 X 12 OiNi 22 12
14 14882 | XSOOIMANINDN21-9 250 N Ko0CANNNN
S1EN, GX2CNMo19-11-2; Z30ND GX2 CiNiMo | AMX 2 CGrNMo | SCS 16 A GX2CrNiMo
14| S16N; 14409 1 G X' CiNiMo 19 11 2 19.10M 1911 1911, | SCS 16 AXSCS 19-41-2
J92804 : F841 16 AN
304L AMX2CN | go5 10,
14{304 L Jo3500;|  1.4309 GX2CNi19-11 | 304C12 [Z3CN19.90M GX2cmi19d0|  1910; ; GX2CNi19-11
192620 F8413 SCS19A
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748 25 B, EN-GJL150; _ . . .
15| Class 25; 06015 GG 15; Gade 150 | H1OD 01 15-00 G FG 15 g SCh 15 EN GlL160: A
No 25 B EN-JL 1020
A48-30B; Sl G 20 FC 20; EN-GJL-200; <
15| Class 30, 0.6020 GG 20; Grade 220 | Ft20D 01 20-00 oo FG 20 e SCh 20 el <C
No.30 B EN-JL 1030
Ad8-20B; EN-GJL-100; , ,
15| Class 20; 06010 GG 10; Ft10D 01 10-00 G10 FG 10 B SChio E P
No 20 B EN-JL 1010 LL]
4845 B, EN-GJL-300; . .
16| Class 45; 0.6030 GG 30; Grade 300 | Ft30D 0130-00 G30 FG 30 g SCh 30 EN Gl 800 O
No 45 B EN-JL 1050
A48 50B; EN-GJL-350; —— EN-GJL-350; <E
16| Class 50; 0.6035 GG 35; Grade 350 | Ft35D 01 35-00 G35 FG 35 B SCh 35 GG 35; oC
No 50 B EN-JL 1060 EN-JL 1060
AA8-60B; .
16| Class 60; 0.6040 e Graded00 | Ft40D 01 40-00 SCh 40 EN-ILZ (D
No 60 B
Ad8-40B; EN-GJL.250; ENGIL250,
16| Class 40; 0.6025 GG 25; Grade260 | Ft25D 01 25-00 625 FG 25 FC 25 SCh 25 N a2
No 408 EN-JL 140
17 o0 | ENGSSOZAT o509 40| Fasaro7 | 071715 GS37017 | FNG3817 | FCD350-22L VCh42-12  [EN-GJS-350-22-LT
EN-GUS-400-18; N GIS 00T
, EN-GJS-400-
60-40-18; EN-GJS-40018-LT; | 8707: :
17| 50018 | 004 AT, | 7| FesaTO7 | o775 | GSO400-12 \ICh 42-2 N
EN-GJS-400-18A-LT
18ALT
EN-GJS-400-15;
60-40-18; ? 15| a0i2; : ) : _ : EN-GJS-400-15;
17| eodog| 07040 BN I00. g Edrp| FOS4O02 | OTtr GS40012 | FGE3817 FCD 40 \Ch 42-12 Lo
65-45-12; 250110,
17| 2 e12 | 5107 ENGIS460-10 | quROA0r | FGS 450-10 6540012 | FGE42-12 FCD450 \ICh 45 EN-GJS-450-10
EN-GJS 6007, . .
e S, FCD 50; EN-GUS 5007,
18], S0 a2 | 07050 T 5007 | FGS5007 | 072702 GS 50017 FGE 507 FCD 500; VCh50-2 | EN-GJS-500-7A;
e FCD 500-7 EN-JS 1060
EN-GJS 6003, FCD 60;
80-55-06; EN-GJS-600-34: 3
18], 3500 | 07060 BN 6003 | FGS600-8 |  0732-03 GS 6003 eEe02 | Do,
GGG-60
18 0.7652 GGGNMN137 |SNMn137] SNM137 | 073208 GGG 60 GGG 60
100-70-03; EN-GJS-700-2; , FCD 70, ,
18| A53%100- | 07070 ENJST070; | gy, | FGS7002 | 073701 GS 700-2 FGE 70-2 FCD 700; \Ch 70-2 BT
70-03 GGG-70 FCD 700-2
18[A439 Type D2 0.7660 GGGNCr202  |SNCr202| SNC202
18| AS9HPe | 07661 GGGNICr203 |SNiCr203| SNC203
A4T-32510;
A47 Class EN-GUMB-350-10;
; MN 35-10; FOMB 340;
39510; EN-M1130; | B3dor2; | MN3S10: : GTS 35; ; : EN-GJMB-350-10;
19 747 Grace | 08135 GTS3510; (310 B340/f2| A2 TOBMN Ll B310 | g5114Typen | COTOSTOMB KCh 85-10 EN-JM 1130
30510; GTS-35
32510
4735018,
A47 Class MIN 380-18;
19| 35018, A32-702 MN KCh 87-12
A47 Grade 380-18
35018
A47-22010;
A s B 32-10;
19| 200 6681 B FOMB 310 KCh33-8
20010; L
UNS F22200
'A220-50005; MP 60-3;
220 Ciass EN-GJMB-550-4; ;
, ! 4| pss0s | A32-703 MP ’ ] Type C; KChs5-4: | EN-GUMB-550-4;
20 e || e Bl P 510/4 60-3; 0856-00 P55-04 | sgigTypec | FOMP 540 KCh60-3 EN-JM1160
Mn 550-4
50005
A220-70003; .
7220 Class ENGIMBE50-2; | Moo 08 EN-GUMBL650.2:
20  70003; 0.8165 EN-JM1180; " | Mneso3 | 0862-030 GMN 65 FCMP 590 KCh 63-3 ;
220 Grade GT5-65-02 65-02, EN-JM1180
P 5703
70003
A220-70003; P
220 Class EN-GIMB700-2 | P70-2; ; , ,
20|  70003; 0.8170 ENM1190; o681 P 702 AS2703MP | 0gep.0g GudZ | seti6Typen | FOMP 6% kenroz | ENDMBTO02
A220 Grade GTS-70-02 P62 | oG,
70003
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'A220-45006;
A220 Class
45006;
A220 Grade EN-GUMD-450-6;
P | Pasos; | MP50S5:
45006 A220- EN-JM1140; ' ] ) ) Type E; : EN-GJMD-450-6;
- s 08145 e 1P | AGZTOSNP | 085400 P4506 | oSt KCh 45-7 ARV
2220 Ciass GTS 45
45008;
A220 Grade
45008
'A220-80002;
A220 Class '
20| 80002 P702 | MN700-2 854 EOMEC KCh 80-1.5
A220 Grade
80002
A220-9000T;
A220 Class
20 90007
A220 Grade
90001
'A220-60004;
A220 Class
20|  60004;
A220 Grade
60004
A220-40010;
A220 Class
20  40010; 0852-00
A220 Grade
40010
EN-GIMW-400°5; EN-GIVW-4005;
20 08040 e W40-05 | MB400-5 W40-05 | 36113TypeA | FOMW 370 400
EN-GIMW-3504; EN-GIMW-3504;
20 0.8035 i) W3s04 | MB357 W3504 | 36113TypeB | FOMW 330 MY
AAG005;
AA5006
A95005
; AMgT; ’ 1510; AMgIC;
21 ASEO06 33315 A NA1 AGO6 144106 L3350 AS005 A puglo
5006A;
5006
AA1050; .
21| A0 30255 A, 1B A5 14407 9001/2 L3051 ADO 99 5.
1050A ' T
st A99.0; A9O.;
21| A92000 3020 A990; 1c v 144010 A99.0 L-3001 A1200 A0 AL9S;
1200A AI9S 1200
e 31305 AICU2,5Si(A); AICU2,55i(A):
22 t sl ACU2 5SiA) AU4G L3120 V65 A2, BSi(A):
Al Sl AlCuMg1 2017A
2017A 9
22 32315 AMgSit H3O | A-SGMO7 144312 9006/4 L3453 AD35 AR
AZnMgCu05,
AlZnMgCu0,5; !
22, 3.4345 = AlZnMgCu0,5;
AZMgCu05 7022
AICUBBIPD; . AICUBBIPD;
22, 3.1655 ACUBIPD FC1 A-U5PbBI 144355 9002/5 [-3192 A2011 2011
, AZn5,5MgCu; , AZr.5MgCu;
AATOTS 7075
) 3.4365; AlZn5.5MgCu; @ g gy AlZn5,.5MgCu;
22 ASTOTS i ks 195 AZ5GU 9007/2 L3710 ATO75 BY%5 e
AZnMgCut 5 7075
22 Nosoni. 3.1355; AlCuMg2 v A-U4GT 00245 L3140 2024 D16 RGN
T 31354 g 2L97 3583 2024
. AZnd 5N,
22 34335 L H17 AZ5G 144425 9007/1 L3741 AZnd 5N
Vg 7020
AAGOBT, . EN AW-6061,
22|  A96061; S AMg1SCu Hoo AGSUC 9006/2 L3420 G061 AD33 EN AW-AMg1SiCu;
6061 : AMgiSiCu
G-AINGESE EN AC-51400;
GK-AIMg5ST EN AC AMg5S:;
23 3.3261 P LM5 144163 AL13 YRS
VDS 245 AMg5SI
GD-AIS12(Cu); ENACHTIO,
G-AISH2(CU); -AISi12C;
23 32082 SO AS12U 3048 G-AISIH2C;
ISy, AIS2CU;

AISi2Cui (Fe)
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5200,
23| AA5200; A-G10S 3056 L2310 ACTB A8
A05200
222.0;
23| 2220, LW12 3041 L2110
02220
. G-AMGS,; EN AC-51200;
23| AA5IB0; | 33002 G ribIgS: R
A05180 95 99;
VDS 349 AMgO
2030; .
’ G-AICuSNi1,5;
23| AA2030; | 31754 1.5 AUSNKZr
A G-AICUSNIT 5
ER40T, : 2047A, SCAGHZ,
23 Sl 3.0585 SG-AISH2 0 144262 oise
. G-AIZN10SBMg; EN AC-71100;
Iz GK-AZN10Si8Mg; &t
23| MAT20; KoL O8EN: AZ5GF 3602 AC-AZn10S8Mg;
A07120 DS 108 9 G-AIZn10Si8Mg;
AZn1038Mg
5140, .
514.1; Cilliis . EN AC-51300:
AAET4D; GR-AMgs; AL28; EN AC-AIMgS:
23 0| 33561 AMg5; AGB 3058 L2331 AMg5Nz; 95
AA5141; I - G-AMgS;
A0140: Aot AMg5
A05141
BH13.0; ,
A BA3.0; G-AISH2; B
23| A130 3.2561; GR-AISIT2; LM6 AS13 144261 4514 L2520 AC3 GASH2;
B213.0; 30587 GD-AISH2: ek
AA213.0; AS2 sl
A22130 :
GASHT,; EN AC-44000;
23 3211 GKAISI; EN AC-AISITT:
ASit1 G-AISi1
AL,
23| AAA44D; AKT
A14440
gK‘mg;s EN AC-51100:
23 3.3541 GF-AMg3 H20 AGST 144224 3059 L2341 ADC6 ENG‘}X,Q'Q“QQS;
AMg3; ;
VDC 244 HIgE
G-AMg3S;
515.0; GK-AIMg3Si; .
24| M550, | 33041 GF-AIMg3Si Cret
A05150 AMg3Si; 9
AMg3SH
G-ASOM; o
24 3.2873 GK-AISIOM; A-S9G 3051 AC4A AK9 G SN
AlSioMg Mg
A356.0;
AAA356.0; G-AISTMg;
A13560; GK-AISTMg: . . G-AISITMg;
24 N 32971 oy 299 | AS7G03 L2651 AC4CH AL9 pb
AAA356.2: AlSi7Mg
13569
204.0; SeCuetha. EN AC-21000;
24 2040, | 31371 S AUSGT L2140 AC1B EN AC-AICU4TIMg;
A02040 A‘CMMQQY G-AlCu4TiMg
A3330; o EN AC-AISBCU3;
24| AAA333D; | 32161 e 144163 AL13 EN AC-AISBCU3:
A13330 G-AISBCU
. -AISI9Cu3; 8M3; -AlSiBCu3;
24 MG | 32169 el LM24 A-S9U3 144252 3610 L2630 AC4B o N
VDS 226 AISIBCU3
3550 EN AC-43500;
0 ‘ EN
24 Aﬁogggé) G-AISi1OMnMg AC-AISTOMnMg;
G-AISHOMIMg
5190, G-AIS0u, EN AC-45000;
24| AA3190; | 32151 s W21 A-S5UZ 144230 7369/4 12620 AC2B AKEM B
03190 ; Si6Cu4;
VDS 225 AIS6CU4
G-AIST10MgCu;
GK-AISOMgCu:
G-AISTOMgCu): )
24 3238 | GAS O A-S10UG
AlSi10MgCu;
AlSi10Mg(Cu)
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A GAISTOMg; .
32381 GR-AISIOM; EN Aoy
24 ool GD-AISIOMg; A-810G 144253 ol tUMG;
30335 g G-AISHOMg;
<E VDS 23 AISi0Mg
EN AC-21100;
G-AICU4T EN AC-AICU4T:
@p) 24 S AICUAT AL19 G-AICUAT:
L] ACuATi
00, EN AB-48100;
A 25| AA390.0; G-AISI7CU4Mg LM30 4282 S
A03900 oA
<E AISH7Cu4Mg
oC 25 AR G-AISI20GUMON;; | g AK21M2N2
(D s AIS20CuMgNi
G-AISTBCUINGN:
25 AISH8CUTMgNi Lm28
C3600; CuZn36Pb3;
26 36000 20375 CuZn36Pb3 Cz124 | Cuzn36Pb3 12167 C3601; e
(3602
26| 083810 2008 | CUSISZBELSC: LG CUSN3Zn8PbS-C
21096: CuSn5Zn5Pb5-C; CuPb5Sn5Zn5; H5111:
26 cme0 | A1 G-CuSn5ZnPb; LG2 UES; 5204-15 L BIOSTS5S5 | CuSn5Zn5Pb5-C
A Rg5 UE5Pb5Z5
CuSn7Zn4Pb7-C;
G-CuSn7ZnPb; CuSn7Pb6Zn4;
26| (93200 2.1090 GC-CuSn7ZnPb; GC 493K UE7; CuSn7Zn4Pb7-C
GZ-CuSn7ZnPb; U-E7Z5Pb4
Rg 7
CuSn7Pb15-C;
G-CuPb155n; U-Po15ES; y CUSN7Pb15-C;
26| (93800 21182 GC-CuPb158N; BT | Upp15Ed C-3300 CCA96K
GZ-CuPbi55n
CuSn10Pb10-C;
26| 93700 21176 i LB? U-Pbi0 CuSN10Pb10-C
GZ-CuPb10Sn
Cuznio; U-Z10; P-Cuzn10; Cuzni0;
27| C22000 20230 v cz101 G S 2200 L90 s
CuZn34Mn3ARFe1 C; _
o7 Cee20: 20596 G-CLZN34A: ey | UG HEfiaaed o LTs23A; CuznsantnsA
SAE 430A - GK-CUZn34A2; CuZn19AIBY20 iolooiass S | LTs2aA6ZhaMTs2 b
GZ-CUZn34AI2
CuZn36; U-Z36; CuZn36;
27| coro00 20335 v czios | 2% G 2700 L63 e
Cuznar; P-CuZn37; Cuzn3r;
27|  C27400 20321 Ve cZ108 S 2720 L63 St
CuZn35Mn2AIFe1-C;
G-CuZn35AIT. y— CuZn35Mn2Al1
27| cs6400 20502 GK-CuZn35AI; HTB 1 A Fel-C;
GZ-Cuzn35Al: 007655
G-Ms60
CuzZn38Sn1As; Cuzn38Sn1As;
27| 46400 20530 i Cz112 P-CLZn395n1 04640 LOB0-1 bl
511202,
C23000; CuZnis; U-215; ! CuZn1s;
27) g5Cutszn | 20240 Cuzn 15 C2102 | Giznts SZ04 G2300 CWs02L
) Cuzn20; 5114-02; .
27 (24000 | 20050 CuZn 20; Cz103 | Cuzn20 5114-04; 02400 Sy
Ms80 511405
C26000; CuZn30; CuZnd0;
27 RS 20265 s Czi06 | Cuzn30 02600 e
. BrAD; .
CUAIONiSFed; U-ATON; , S| cuaronisFes;
28| 53000 20066 e, | catoa | et P-CuAHONi5Fe5 06301 BAZINI-4-4 T
CuSn10-C; .
28| 090700 21050 G-CuSn 10; o Cusng S liad
SnBz10
2.1052; CuSn12-C;
C90800; | 2.1052.01; G-CuSn12: CAC502C; CuSni2-C;
28 o700 | 2105204 GZ-Cusni; e JEiZE PBC2C CCAB3K
2105203 | SnBzi2, Ghzl2
. G-CUAT0Fe5Ni5-C; -
28 900 2.0975 G-CuAl T0N; S CACT03C CC333G
NiAIBz-F60
CuETP; CuEre
28| c11000 20060 ECu57: 101 CuB Cu-DHP 11020 1100 M E-Cu5T:
ECu57 CWO04A
28] 81500 2100 GCUCIF 35 CCIFF | UG8z
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Cu-HCP: CU'HCP;
28| 10300 20070 Cu-PHC: 103 LS60-2 A
flecy OW021A
C10100; Cu-OF; C103; Ci-c1; C1011; Cu-OF;
28 oo 2.0040 OF-Cu 110 Cu-cd C-1120 1020 Mab CWO08A
28| 86550 20590 g G-CuZndOFe
C18100; CuCrtZr, U-C1z; CuCrizr,
28 Cigin 21298 Cucizr CC102 | ycogx CW106C
’ Cu-DHP; ' Cu-DHP;
28 G100 20090 E-Cu58; C106 CuB oo Mif E-Cus8:
E Gu 58 SF-Cu CWW024A
28] 95500 2.0071 CUAIONi3Fe2 UA9 BrAT0Zn4NAL
28 51000 2,020 o CuA8 BrAT cuns
Z20NC
. 33-16;
, X12NICrSia5-16; | NA1T; ;
31| (S0 | t4se | XxiNCisssds | Ncody | ZJ2NCS F3313 SUH 330
X12NCiSi3616 | aloyDS | ,3h 1%
3516
e GX4ONICrSi38-19 | 330 C 11; .
31| o004 14865 | GX4ONICISiB8-18: | 330 C 40: (GX 50 NiCr 39 19 SO 181 GXAONICISi38-18
Nl G-X4ONICrSi38 18 | 331G 40
31 14558 oMo 2 | Nats NCF 800 XONICrATI32-20
X1INiCrMoCu32-28-7; X1INiCrMoCu
31|  Nosost 14562 | 44 NiCrMoCu 32 28 7 30087
YBNICIAITI31-20; NCF 800 1 -
31 1.4958 MO | Nats o g0 X5NICrAIT31-20
XBNCIATI32-21;, | NA15, |Z8NC33.21; ‘
31|  Nossit 14959 X8NCATI 3221 | NA15H |Z10NC 322} ABNICrAlTIS2 21
Z 2 NCDU
XINICMoCuB1-27-4; 31-07; EKTT; XINICMoCu
31| Nogozs 14563 | %1 NiCrMoCu 3127 4 Z1NCDU 2564 ChN3OMDB 31074
31-27-03
B163;
N800 X10NICrATi32-21; , , NCF 800;
31| Nossio; 14876 | XIONCATa20, | (e lor, ZTONCS220 FEIE | NoFeooTs; X1ONICrAM32-21
N0B332: X10 NICrAITi 32 20 - NCF 800 TP
NO8B11
S590; X40Co0Mi20-20;
32 iy 14977 X40 CoGrNi 20 20 [ 42 CNKDWND)
. X M2 2| wmsr | Z3NcT2s, XBNICrTIMoVB
32 ; 14980 ) . ' | ZeNcTov 25-15.2;
$66286 NICTIMOVB 25 152; | HR 52 515
STMoVB 22 19 25.15B X5NICITI26-15
14943; XANICITi25-15; 76 NCTDV XANICITi25-15;
32 1.4044 X5NICITi26-15 R 51 2515 B 2570 X5NICITi26-15
661; X12CrCoNi21-20; )
32| p0iss 1.4971 %12 CrCoNi 21 20 X12CrCoNi21-20
Haynes 556;
32| “R30ss6
Incoloy 825;
33 N0gs2s; 24858 NiCr21Mo NA16 | NC21FeDU ChNa8VT
Hastelloy C-4; )
33) Masielor © 24610 NMo16Cr16Ti
Nimonic 75;
5| 24600 , HR 5;
33 Nosors: | G455 NICr20Ti e | No2oT
Inconel 625;
33 N0G625; 24856 NICr22Mo9Nb NA21 | NG 22 FeDNb
AMS 5666
33 el S0 | 24642 NiC29Fe NG 30 Fe
Monel 400; 2.4360; q
B s NiCu30Fe NA 13 NU 30
Hastelloy X;
N06002; 2.4603: NiCr30FeMo;
33|  5300M e NICr22Fe18Mo; HR6 | NC22FeD
AMS 5784: : NiCr21Fe18Mod
AMS 5536
Inconel 617; NC14K9T5
33 N0G617; 2.4663a NiCr23Co12Mo AN
AMS 5887
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D HR 2;
- HR202
Nimonic 90; f : g
= 0| 4630 NICr20Co18T;, | HR402: ‘ ‘
33 Noroo0 | ‘2.4069 NiCr20Co18Ti | HRs501: | 28NCDT42 NiCr20Co18Ti
<E HR 502:
HR 503
@p) 33 M4 | 9466 NICr6A
I | I Rene 41;
NO7041: NICr19Co1 1MoT;
0O 33 avgsriz | 2478 NICr 19 CoMo Wikl
AMS 5713
< 1 24617, NIMoZ8;
0 33) el B2\ 5 upie, EL-NIM29; YNMo-7 NiMo28
24615 SGIUP}-NiMo27
( | 5 33 Udgseéé_dg%: 2.4964 CoCr20W15Ni
33| Monel P05 |- 24300, NICu30Fe NA 13 NU 30
Inconel 600; " b
33| NOBGOD; 24816 N NA14 | NC16FeT ChN78T NiCr15Fe8
AMS 5665
Inconel 601; NiCr23Fe15A; :
33| " \os601 2.4851 NiCr 23 Fo N C 23 FeA ChNBOYu NiCr23Fe15A
Al NICo20Cr20MoT;; | HR10;
33 728 | 24p50 | NCo20Cr20Moli | HR206; | NCK20D NICo20Cr20MaTi
e MoTi HR 404
Haynes 188;
34| WLV 209 1 24964 CoCr22W4Ni KC22WN
AMS 5772
Monel K-500; NICUB0ABTS; '
34| More K 24375 e NA18 | NUSDAT NICU30ATI
ESES NICr19Nb5Mas3:
34| U8 | 24068 NICr 19 NoMo: HR8 | NC19FeNb NICr19Nb5Mo3
e NiCr19Fe19Nb5Mo3
NiFe25Cr20NbTi; " } )
34 24955 | (MFeZSCIZONTL NiFe25Cr20NGTi NIFe25Cr20NbTi
34 NOV9%5: | 24670
plRae NiFe35Cr14MoTi;
34 SR 24602 NICr13MoBTi3; 78 NCDT 42
pE NICr 13 Mo 6 Ti 3
Udimet 500;
34| No7500; 24983 | NICr18Co18MoAT NCK 19 DAT NICr18Co18MoA
AIS! 684
Nimonic 80A; | 2.4631; NICr20TAT, HR401; ChNTTTYUR, .
34| " noroso 24962 NiCr 20 TiAl HReoi | NO20TA NCEF80A ChNBBYMTYL NGr20TiA
34| Jereloy 209 CoCr22W14Ni KC 22 WN
34| Atemp 5816 | 2.4989 CoCra0N2OW Alterp S-816
NiCr23Mo16Cu; :
34| MARM2s6 | 24675 | (NMOESVOISCUL NICr23Mo16Cu
Inconel 722;
34| No07722;
AMS 5411
Waspaloy;
NO7001:;
AlS! 685, . ,
b NiCr20Co13Mo4Ti3AL; NiCr20Co
34 AnS oTok | 2485 INGr 19 Co 14 Mo 4 T NOEIK 13MoATIBAL
AMS 5708
AMS 5544
NC14K9T5
34| Rene 80 DWA
5388C;
35| oiooear, | 24883 G-NIM16CHW
N7M;
35 NM; 24685 G-NMo28 ND 30 M
N30007
NT2MV; 2.4882;
35 N-12mv; 9.4810; G-NiMo30
N30012 | 2.4810/9.4810
Nimocast
385 s 24674 | G-NICOT5CHOATMo | HC204 | NK15CAT
AMS 5397
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Jethete M-252; ) ]
35| N07252; 24916 SniGieCo,
AMS 5551
Nimocast 713;
35 avs 5397 2.4670 G-NiCr13AIBMoNb HC 203 NC 13 AD
Inconel 713LC
M-351; 2.4365; : )
35| Noi4135 |24365/9.4365|  CNCU4OND NICuC
Titanium
Grade 1; 3.7024; Ti1; ; Class 2;
36| Fiooso. o o TA1 T.35 TiType 1 T1-PO1 e VT1-00 Ti90.8
ASTM GR. 1
Titanium
Grade 2; 3.7034: TA2;
R50400; 7034, T2 ™3, : Class 2;
36| A 4002 37085 o T T-40 Ti1 Type 2 Ti-PO2 & VT1-0 Tiga.7
AMS 4941; : s
AST M Gr, 2
Titanium
Grade 3 3.7055; T3, DTD 5023, Class 3;
36|  Rs0s00; 3.7056 719956 D73 | 10 Tit Type 3 Gr3 11996
ASTM Gr. 3
Titanium
. 3.7064; e TAT; .
3| Crades; 37065 T 7! T60 T Type 4 Olass 4; 11995
R50700; e 11995 s Gr-4
ASTM Gr. 4 :
Titanium
36| Sl 3723 TioPd-Type 7 Oles 15;
T-0.15Pd
TAIO;
— TA11;
Clerium 87165 TAI2: TAGV; Class 6 0;
B e TIGAI4Y TA13; TABV; TABVAType 5 | THP63 Gr60; VT6 TiBAI4Y
S : TA 28; Ti-P63 SAT64
TAS6:
A
Titanium Grade
BA-2Sn-47r-
37 Réﬁ”e%o- iy TIAIBSN2Zr4Mo2 VT25 TIAIBSn2Zr4Mo2
BA-25n-4Zr-
2Mo
37 S TIAIBVESN2
Titanium
37| Saces S TIBA2.5V TIAI3V2.5Type 9 P PT-3V TIBAZ5V
Ti-3A-2.5V
TA 2T,
A2, .
37 37124 Ticu2 L TU2 TiP11
TA24
TALS,
TA46;
TAT:
3.7185; Ti4AI4MOo2Sn; ; ) N
37 3.7184 TilModSnaS05 | A48 I 11H783
TA4O:
TAS0:
57
Titanium
Grade 6; 3.7115.1; TiAI5SN2.5; TA14; T-A5E; )
37| Reus00; 37115 TIAI5 Sn 22 A7 T-P65 SAT-525 V51 TIAIBSN2.5
Ti-5A12.55n
RE6410;
37| 1-10v-2Fe-3A1
Titanium grade
23, TIAIBVAELIType Class 6 1;
37| msoio: Ti6AI4V EL A e ased
Ti-6A-4V-ELI
s e
37| T4AMo-1V T-A4D3V VT4
37 V22
75CrMoNIWe-7; g
38 12762 TRCIMENT 75CMONIWG-7
SK 75;
SK 85;
F520.U: ;
wi; C80W2; ) SK 85 M: !
38 o 11625 S BW 18 FS107 Ko Us-1 C80W2
SK5 M;
SK6
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D Wi10: C105U; C105E2U; F515: SK 105; UT0A-1;
38 o 11545 C105W1; Y1 105; 1880 C100KU 918 K 3; U10A-2: 105U
= c 105U C105E2U - 1C 105 U111
3NCMo14 5, F 126232 ‘
<E 38 16746 SaNCMor 5 | si2Ma1 | 35NCD 14 nsese 3ONICIMo14-5
CI05E2 UV 1,
w210; 100V4; vik
N 38 20 12833 e B2 | Vi1, 102V 2 KU SKS 43 100v1
LLI 6145, 735 A 50; i
6150; 51CrV4; 735A51; 50CrV4RR; E 1'43 A SUP 10; 50CHFA:
(R 38| 6150 H; 18159 50014 785H51: | 500V 4; 2230 50 GV 4 FU8A | sUP10SP; 2CnER, 5104
G61500; 50 GV 4 73BM50: | 510V 4 Lo SUP 10 M
<E H61500 En 47 -
P20; 35CMod;
C 38 Lo 12330 So0mlod; 708A87 | 84CD4 2034 35 Crio 4 35CiMod
( ' ) 38 18721 26MnCr6-3 26MnCr6-3
1.2083; X40Cr14; X40Cr14; F5263;
38 y . e Ll 2314 Xarcrizku | Fo%8 | sus 42002 X40Cr14
300M;
38|  4340M: 16928 4SINICIMVT-6 S 155
K44220
38 30CNGSA
, X100CMoV; , F536,
39 %, 12363 X100CIMoV5-1: Bag  [JOOMOYSI  popp | XT0GCMOVS) g7, SKD 12 X100CIMoV5
X100 CrMoV/ 5 1 X 100 CiMoV' 5
, X153CMoVi2; X 160 CrMoV ,
39 2%, 12379 X155CVMo12-1; BD?2 12, a0 |X10MO2l Espon A X153CIMov12
X155 CVMo 12 1 7160 CDV 12
F5o:
D3; X2100r12; X2000r12; ;.
39 oo 12080 SR BD3 | Jo00Cri2 XASCri2ky| | P8 SKD 1 Chi2 X210Cr12
T00CT6RR;
102C16; ;
L3 3 BL3; 100 C 6; F5230;
39 o 12067 102.Cr 6; L3 e t2creky | Fo2%0 SuJ2 ch 10216
100Cr6
Y100C6
Vi
: ‘ HS 2-8-1;
39 k. 13346 Eh e BM1 | Z85DCWV HS2-9-1
; 08-04-02-01
T20841
18.01;
TH; HS18-0-1; HS 18-0.1; F5520;
39 11001 13355 180 g1 | ST 2750 Hs1g01 | 00 SKH 2 Ri8 HS18-0-1
18-04-01
02, SOMNCIV; B02 | 90MWVg; S0 MNCIV S,
39 131502 il 90 MnCrV 8 BO? 90 MV 8 90MoVCr8 KU | £ 5ong 9OMnCrV8
H13; X40CrMoV5-1; X 40 CrMoV 5; X 40 CrMoV 5 F.5318;
39 1o0sis 1234 X40 CMoV/ 5 1 BH13 1"740cDvs 2242 11KU | X400MoSvs|  SKD® 4ChSMF1S X40GrMoV5-1
4400,
;- X106CMo17; 7100 CD 17 I 95Ch18;
B itz X105 CMo 17 Z100CD 17 SUS440C | 4yochigm-Scnp | X105CMol7
40| "2 1A | 09650 GX260Cr27 | Grade3D 0466-00 ChWG
40| NiHad4 09630 | G-X300CINSI952
40 NiHad1 09625 GX330NCr42 | Grade2B 0513-00
40 "2%LA | 00655 | GX300CMo271 | Grade3E 20Ch25N20S2
40 N-Had 2 09620 GX260NCr42 | Grade 2 A 0512-00
532
09645, |+ ' EN-GUN-
41 |ID20°LA)CCrMo- 55600 G-X 260 CrMoNi 20 2 1| Grade 3C HVB00NCr23)
41| 101592, | 09635 | GX300CMo 153; | Grade 3 EN-GUN-
e 09640  |G-X300 CrMoNi 15 2 1| Grade 38 HVB0OXCr14)
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ISCAR LTD.

Israel

Headquarters

Tel +972 (0)4 997 0311
Fax+972 (0)4 987 3741
headquarter@iscar.co.il

Argentina

ISCAR TOOLS ARGENTINA SA
Tel +54 114 912 2200

Fax +54 114 912 4411
admin@iscararg.com.ar

Australia

ISCAR AUSTRALIA PTY. LTD
Tel +61 (0) 2 8848 3500
Fax+61 (0) 2 8848 3511
iscaraus@iscar.com.au

Austria

ISCAR AUSTRIA GmbH
Tel +43 7252 71200-0
Fax +43 7252 71200-999
office@iscar.at

Belarus

JV ALC “TWING-M”

Tel +375 17 506-32-38
+375 17 506-33-31/65
Tel/Fax +375 17 506-32-37
info@twing.by
www.twing.by

Belgium

n.v. ISCAR BENELUX s.a.
Tel +32 (0) 2 464 2020
Fax +32 (0) 2 522 5121
info@iscar.be

Bosnia
(Representative Office)
Tel +387 32 201 100
Fax+387 32 201 101
info@iscar.ba

Brazil

ISCAR DO BRASIL COML. LTDA.
Tel +55 19 3826-7100

Fax +55 19 3826-7171

DDG 0800 701 8877
iscar@iscarbrasil.com.br

Bulgaria

ISCAR BULGARIA
Tel/Fax +359 431 62557
aa_iscar@infotel.bg

Canada

ISCAR TOOLS INC.
Tel +1 905 829 9000
Fax +1 905 829 9100
admin@iscar.ca

Chile

J&A INTERNATIONAL
Tel +56 2 2232 5838
amedina@jya.cl
www.jya.cl

China

ISCAR CHINA

Tel +86 21 8024 8888
iscar@iscar.com.cn

Colombia

ISCAR Andina

Tel +57 310 380 9932
Tel/fax +57 1 896 65 78
iscar@iscar.com.co

Croatia

ISCAR ALATI d.o.0.

Tel +385 (0) 1 33 23 301
Fax+385 (0) 1 33 76 145
podrska@iscar.hr

Cyprus

WAMET (Demetriades) Ltd.
Tel +357 (0) 2 336660/5498
Fax +357 (0) 2 333386
wamet@cytanet.com.cy

Czech Republic
ISCAR CR s.r.o0.

Tel +420 377 420 625
Fax +420 377 420 630
iscar@iscar.cz

Denmark

KJ VAERKTOEJ AS/ISCAR DENMARK

Tel +45 70 11 22 44
Fax +45 46 98 67 10
Ki@kj.dk

Ecuador

ISCAR Andina

Tel/fax +57 1 821 93 38
iscar@iscar.com.co
atencioncliente@iscar.com.co

Estonia
KATOMSK AS

Tel +372 6775 671
Fax+372 6720 266
aleksei@katomsk.ee

Finland

ISCAR FINLAND OY

Tel +358-(0)9-439 1420
Fax +358-(0)9-466 328
info@iscar.fi

France

ISCAR FRANCE SAS

Tel +33 (0)1 30 12 92 92
Fax +33 (0)1 30 12 95 82
info@iscar.fr

Germany

ISCAR Germany GmbH
Tel +49 (0) 72 43 9908-0
Fax +49 (0) 72 43 9908-93
gmbh@iscar.de
www.iscar.de

Greece

INTERNATIONAL TOOLS

K.-X. GEORGOPOULOS & SIA O.E
Tel +30 210 346 0133

Fax +30 210 342 5621
info@internationaltools.gr

VIMA

V. Mazloumian & Sons

Tel +30 2310 517-117 / 544-521
Fax +30 2310 529-107
vimaco@otenet.gr
http://www.vimaco.gr

Hong Kong

MTC TOOLING SYSTEMS LTD
Tel +85-2-23054838

Fax +85-2-27988789
yoongkamsing@hotmail.com

Hungary

ISCAR HUNGARY KFT.
Tel +36 28 887 700
Fax +36 28 887 710
iscar@iscar.hu

India

ISCAR India Ltd.

Tel +91 77009 63707
sales@iscar.in

Indonesia

CV MULTI TEKNIK

Tel +62-21-29206242/44/45/59
Fax +62-21-29206243
contact@multi-teknik.co.id

Ireland

HARD METAL MACHINE TOOLS
Tel +353 (0) 1 286 2466
Fax+353 (0) 1 286 1514
phannigan@hardmetal.ie
www.hardmetal.ie

Italy

ISCAR ITALIA srl

Tel +39 02 93 528 1
Fax +39 02 93 528 213
marketing@iscaritalia.it

Japan

ISCAR JAPAN LTD.
Tel +81 6 6835 5471
Fax+81 6 6835 5472
iscar@iscar.co.jp

Latvia

MECHA, UAB

Tel +370 37 407 230
Fax+370 37 407 231
info@mecha.lt

Lithuania

MECHA, UAB

Tel +370 37 407 230
Fax +370 37 407 231
sigitas@mecha.lt

Mexico )

ISCAR DE MEXICO

Tel +52 (442) 214 5505
Fax +52 (442) 214 5510
iscarmex@iscar.com.mx

The Netherlands
ISCAR NEDERLAND B.V.
Tel +31 (0) 182 535523
Fax+31 (0) 182 572777
info@iscar.nl

New Zealand
ISCAR PACIFIC LTD.
Tel +64 (0) 9 573 1280
Fax+64 (0) 9 573 0781
iscar@iscarpac.co.nz

North Macedonia
(Representative Office)
Tel +389 2 309 02 52
Fax +389 2 309 02 54
info@iscar.com.mk

Norway

SVEA MASKINER AS

Tel +47 32277750

Fax +47 32277751
per.martin.bakken@svea.no

Peru

HARTMETALL SAC

Tel: (511) 6612699
otorres@hartmetallgroup.com

Philippines

MESCO

Tel +63 2631 1775
Fax +63 2635 0276
mesco@mesco.com.ph

Poland

ISCAR POLAND Sp. z 0.0.
Tel +48 32 735 7700

Fax +48 32 735 7701
iscar@iscar.pl

Portugal

ISCAR Portugal, SA
Tel +351 256 579950
Fax+351 256 586764
info@iscarportugal.pt

Romania

ISCAR Tools SRL

Tel +40 (0)312 286 614
Fax +40 (0)312 286 615
iscar-romania@iscar.com

Russia

Moscow

ISCAR LLC

Tel/fax +7 495 660 91 25/31
iscar@iscar.ru

Serbia

ISCAR TOOLS d.o.0.
Tel +381 11 314 90 38
Fax+381 11 314 91 47
info@iscartools.rs

Singapore

SINO TOOLING SYSTEM
Tel +65 6566 7668

Fax +65 6567 7336
sinotool@singnet.com.sg

Slovakia

ISCAR SR, s.r.o.

Tel +421 (0) 41 5074301
Fax +421 (0) 41 5074311
info@iscar.sk

Slovenia

ISCAR SLOVENIJA d.0.0.
Tel +386 1 580 92 30
Fax+386 1 562 21 84
info@iscar.si

South Africa

ISCAR SOUTH AFRICA (PTY) LTD.
ShareCall 08600-47227

Tel +27 11 997 2700

Fax+27 11 388 9750
iscar@iscarsa.co.za

South Korea
ISCAR KOREA
Tel +82 53 760 7594
Fax+82 53 760 7500
lesyj@taegutec.co.kr

Spain

ISCAR IBERICA SA
Tel +34 93 594 6484
Fax +34 93 582 4458
iscar@iscarib.es

Sweden

ISCAR SVERIGE AB

Tel +46 (0) 18 66 90 60
Fax+46 (0) 18 122 920
info@iscar.se

Switzerland
ISCAR HARTMETALL AG
Tel +41 (0) 52 728 0850
Fax+41 (0) 52 728 0855
office@iscar.ch

Taiwan

ISCAR Taiwan Ltd.

Tel +886 (0)4-24731573
Fax +886 (0)4-24731530
iscar.taiwan@msa.hinet.net

Thailand

ISCAR Thailand Ltd.

Tel +66 (2) 7136633-8
Fax +66 (2) 7136632
iscar@iscarthailand.com

Turkey

ISCAR Kesici Takim

TIC. VE. IML. LTD

Tel +90 (262) 751 04 84 (Pbx)
Fax +90 (262) 751 04 85
iscar@iscar.com.tr

Ukraine

ISCAR UKRAINE LLC
Tel +38 (050) 440 23 91
info@iscar.com.ua

United Arab Emirates
SVRS General Trading LLC
Tel +971 4 342 6699
WWW.SVrs-mena.com

United Kingdom
ISCAR TOOLS LTD.

Tel +44 (0) 121 422 8585
Fax +44 (0) 121 423 2789
sales@iscar.co.uk

United States

ISCAR METALS INC.

Tel +1 817 258 3200
Tech Tel 1-877-BY-ISCAR
Fax+1 817 258 3221
info@iscarmetals.com

Venezuela

FERREINDUSTRIAL ISO-DIN C.A.
Tel +58 2 632 8211/633 4657
Fax+58 2 632 5277
iso-din@cantv.net

Vietnam

ISCAR VIETNAM
(Representative Office)
Tel +84 8 38 123 519/20
Fax +84 8 38 123 521
iscarvn@hcm.fpt.vn

www.iscar.com

Please check ISCAR’s online catalog for the most current technical information regarding our products

“© 2013 Iscar Ltd. This document, as well as all information and other data contained herein and/or derived therefrom, including but not limited to, all trademarks, logos,
trade-names, concepts, pictures, designs and/or devices, as well as any data from which any proprietary and/or intellectual property right may emanate (“Information”),
is the sole and exclusive property of Iscar Ltd. and is protected by copyright and other applicable laws. No part of any Information may be used or otherwise
disseminated for any purpose whatsoever without the express prior written consent of Iscar Ltd.

Items appearing in this catalog may be improved, amended or withdrawn without prior notice.”
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