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SEC-Threading Tools

Selection Guide

M External Threading

|
ADplcale o Pine Coupling fo Pip ds fo Aero
y . y 0 0 oply Pipe quipme
.g?]rggg Female Female Female Female Female Female Female Female Female
Pitch T Pitch Pitch Pitch T Pitch |._Pich | |._Pitch | |._Pitch | Pitch
Ma‘\e ‘ Mal‘e ‘ Ma‘\e ‘ !\/Ia‘\e ‘ Maie ‘ Ma‘\ef ‘ Mal‘ef ‘ Ma‘\ef ‘ I\/Ia‘\e
el e cenoal et | 60 Unitea | & ; : ; ;
P i o e 9ttt | o0 Uniiod | kit oo s e [ S8 o0 us e a0 g
Symbol UNC“;IUNF W M UNC/UNF | G/Rp/W NPT R/Rc NPTF UNJ
Pitch b TP mm TPI TPI TPI TPI TPI TPI
Wiper Edge None None Yes Yes Yes Yes Yes Yes Yes
36, 32, 28
0.50 to 3.00 32,28,24 |, o
015,100,151 59 15, 16 |24 2019 1 57 15,14 | 28,19 |27,18,14 | 322824
48to 8 |1.50,1.75,2.00 18, 16, 14 20,18, 16
5 SSTE 1508 250,300 14, 13,12 12,11, 10 11.5,8 14, 11 11.5 14,12, 10
£ Type o 10, 8 8
8 —F52
10010 3.00 100,125,150 | 24, 20, 18 2. 10
24 to 10 |1.75,2.00,250| 16, 14,12 — — ’ — —
14, 11
LTE | 24108 300,350,400, 8
Type
—F62
10010 3.00 100,1.25,150| 24, 20, 18 % 15
24 to 10 |1.75,2.00,250| 16, 14,12 — — 14’11 — —
STE 24 to 8 3.00 8 ’
Type
—F63
0.80, 1.00, 1.25
0.80t03.00| 24 to 10 |1.50,1.75,2.00 — 28,19 — — — —
THE 250
Type
—F64
3.00t06.00| 11t0o4.5 — — — — — — —
GME-TH
Type —Fe1
0.20t0 1.50| 48 to 16 — — — — — — —
STH
Type
—F60
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H Internal Threading

SEC-Threading Tools

Selection Guide

s{oof Buipeaiy)

ADDIICalo » » A
S pe Coupling 10 DE s 10 ero
- . - ana ana oply Pipe quipme
gp]rggg Female Female Female Female Female Female Female Female Female
Pitch 7. Pitch Pitch Pitch T Pitch . _Pich | l.__Pitch | . _Pitch _| Pitch
I\/Ia‘\e ‘ !\/Ia\‘e ‘ Ma\‘e ‘ Ma‘le ‘ Mal‘e ‘ Ma‘\ef ‘ Maig ‘ Ma‘lef ‘ Ma‘\e
Type oo e “Metic | 60" Unifed | 5 : : o :
I i e |t 60 Metrc | 607 unifed | ket oo us NP | 7SS oo us NPT 60" UNG
Symbol N C'\;'UNF W M UNC/UNF | G/Rp/W NPT R/Rc NPTF UNJ
Pitch ki TPI mm TPI TPI TPI TPI TPI TPI
Wiper Edge None None Yes Yes Yes Yes Yes Yes Yes
0.50 to 3.00 32,28, 24
0151001551 59 18, 16| 28,24 |27, 18, 14 27,18, 14 | 328,24
48to 8 [1.50,1.75,2.00 14.13.12 28,19 20,18, 16
, 13, 20,19 11.5,8 11.5, 8
4810 8 2.50,3.00 10,8 14,12,10
10010 3.00 1.00,1.25,1.50
— 1.75, 2,00, 2.50 — — — — — —
24108 300
0.40t0 1.00 — — — — — — — —
0.80 to 2.50 — 1.50, 2.00 — — — — — —
—F66
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SEC- Threading Tools
Product Range

M External Threading Tools

Structure
Type Appearance s el |8 Characteristics Applicable Thread
Symbol
»nolOo|aa0n
SSTE - Flat-mounted 3-cornered insert. Polished cutting edge flank produces superior
° surface finish with sharp cutting edge
- Stable chip evacuation through use of a 3-D moulded breaker
- Large lineup of inserts with wiper edge
—F52
LTE/ - Lineup of lever lock holders with strong clamping force (shank size [ 125 to
STE 32mm) and screw-on type holders (shank size [ 112 to 16mm)
e O - 3-cornered, M-Class flat-mounted insert makes threading economical
- Cermet grades available
—F62/F63 - Stable chip evacuation with incorporated chipbreaker
THE - 3-cornered, G-Class inserts tangentially mounted with sharp cutting edges
° ° +[[J20mm and []25mm are strong drawing pin type, and [ ]12mm and [ ]16mm are
screw-on type
- Lineup of cermet grades for inserts without wiper edge
—F64
- 2-cornered insert for large-pitch threading of 3 - 6mm
[ o - Lineup of 11 - 4.5 TP tools for 55° apex angle
< - Strong clamping through use of clamp plate
S —F61
g STH - For a small lathe with shank size of [ ]20mm or less
= - 2-cornered, tangentially-mounted insert makes space-saving threading possible
< i L - Applicable also for back-turning threading with bar feeder
- Applicable also for small pitch (min. 0.2mm) threading
—F60
M Internal Threading Tools
Structure
Type Appearance |, |4 |_ |2 Characteristics Applicable Thread
8 1§ |8¢8|5c Symbol
N o050 a0n
SSTI ) - Flat-mounted 3-cornered insert. Polished cutting edge flank produces superior
3 surface finish with sharp cutting edge
o5 ' ° : .
o= - Stable chip evacuation through use of a 3-D moulded breaker
- Large lineup of inserts with wiper edge
—~F52 g p p g
;: - 3-cornered, M-Class flat-mounted insert makes threading economical
» ﬁi (] - Stable chip evacuation with incorporated chipbreaker
v - Cermet grades available
—F65
2 - Applicable for small diameter (internal dia. of min. g8mm), small pitch (0.4 - 1.0mm) threading
B [ .
= + Perfect for small product machining
—F66
—
I' - 3-cornered, G-Class inserts with sharp edges
| ] o p edg
—F66
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M Parts of a Thread

SEC- Threading Tools

Basics of Threads

s{oo] Buipeaiy)

e oy ESAE Thread idge |
read Roo - ﬁ ‘
. I | / — ] *\__L Conical Helix
12| & sl 2| >
Tz 2 ® 3 T = Y
o | 5§ 8 = 5 B E C =
2l &g 282 - =
g = =X g =1 8 \§~‘*\ <
£y 2| 8 S e = Lead Angle(a) | &,
— ] . = I ‘
Pitch (P) 7 | Distance a screw thread advances in one fum
Pitch Diameter(d)
Lead Angle
Pitch Diameter () : Diameter of imaginary cylinder that passes through thread at point where groove and ridge widths are equal @ Lead Angle Calculation a : Lead Angle
Pitch (P) : Distance between two ridges adjacent to each other I : Lead
Lead (1) : Distance a screw thread advances axially in one turn A 6F = I _ nxP n . No. of Threads
(On a single threaded screw the lead and pitch are identical.) mxd mxd P Pitch
Lead Angle (@) : Angle made by the conical helix ofthe thread at  pitch diameter with a plane perpendicular o the axis d - Effective Diameter
M MainThread Types and Basic Profile
Apicaion | Symbol Basic Profile Ayiezion | Symbol Basic Profile Apicaion | Symbol Basic Profile Ayiezion | Symbol Basic Profile
Female
Female Female Female =} o Female
e} ©
s 1/4p 2 ROISZR g m & m 1/4P
= 60° oo = = 60°
S (I e} [roes) 8 | s
2 2L 3 I3 |4
= 57| Male & = “
g s |Ma RO.I37P =8| R(PT) =B UNEF|
18P Male Male i (BSPT) > 18P Male
= Female =2 o) Female ||| @ Female
o RO.137P 3 =3 307,30 =3 30°,.30°
= % = =
= u u
£ *§ X4l NPT 8o
2 £8 o= =
= m R0.137P s » 1)
= Male || £ o) S

M Holder and Insert Selection Guide (SSTE Type/SSTI Type )

External Diameter (Spindle Rotation Forward)

Internal Diameter (Spindle Rotation Forward)

External Diameter (Spindle Rotation Backward)

Right-hand Threading

External Holder
(SSTE Type)
0D Turning Insert
(16ER Type)

J

Shim

- YE3-3P/YE3-2P
YE3-1P/YE3/YE3-IN,

Boring Bar
(SSTI Type)
ID Boring Insert
(16IR Type)

=

External Holder
(SSTE Type)
0D Turning Insert
(16ER Type)

Shim
YE3-3P/YE:
YE3-1P/YE3/YE3-1N,

Left-hand Threading

External Holder
(SSTE Type)
0D Turning Insert
(16ER Type)

=

Shim

(ves-2nives-an)

Boring Bar
(SSTI Type)
ID Boring Insert
(16IR Type)

h A
L Vo

=

Shim

(v13-2nrviz-an)

e

External Holder
(SSTE Type)
0D Turning Insert
(16ER Type)

Shim

(ves-2nives-an)

M Threading Method and Angle of Insert

Right-hand Threading

=Lead Angle
Shim Angle (o)

Standard Holder Inclination

Standard Holder Inclination

F51



SEC-Threading Tools

SST E/ SSTI Type

M Characteristics
+ Large-scale addition of high precision wiper edge inserts for threading.
Catering to a wide range of application requirements from general
industries and pipes to aerospace components.
+ Stable chip evacuation through use of a 3-D moulded breaker.
* Flank faces of the cutting edges are polished to achieve high quality threads.

Polished flank faces around the cutting
edge achieve high quality threads.

#

B Product Range

g External/ Pitch Insert Cat. No
Application Type = e e
PP yp & | Internal Pl (i) TPI (Threads/Inch) (Ex.)
= 48]3632]28]27]24]20 191816 14] 131218 11]10] 8
60° General Purpose External |os— 0 e 16ER A60-CB
Thread o | Internal |7 0 16IR A60-CB
55° General Purpose | 2 | EXternal 16ER A55-CB
General Thread Internal 16IR A55-CB
Industries + .
60° 1SO Metric Thread External | o3 o 12615 1%. 20_ 25 90 || || L {.L I 1]l ].[].]. | 16ERO75ISO-CB
- Internal | % 10 125 15 175 20 25 30 16IR 0751SO-CB
2 Unified Thread 60 External 16ER 32UN-CB
£ nifie rea ° | L EEEEEEEEEEEE B feinh et ta b il R B ot B B B
E Internal 16IR 32UN-CB
= _ . 55° Parallel Thread External | | L LR L e 1eER 3BW-CB
g:’g::“‘n';:t';g for Pipes/Whitworth Internal 16IR 28W-CB
and Water Faucets . External 16ER 27NPT-CB
60° US NPT § -------------------------- St tEA Tt AR TR
Internal 16IR 27NPT-CB
55° Tapered External 16ER 28BSPT-CB
. F;itpe Thréads ] for Pipes/BSPT Internal 16IR 28BSPT-CB
or Steam, Gas, an
Water Supply Pipes 60° US NPTF External | LR B [ [ 16ER 27NPTF-CB
Internal 16IR 27NPTF-CB
Aerospace UNJ 60° External | RN 16ER 32UNJ-CB
Components Internal 16IR 32UNJ-CB
4]36[32]28[27]24]20[18 18181413121 11]10] 8
M Application Examples
@ Cutting Resistance Comparison
Cleanl
300 Sharp cutting edge machined sxlrf_ace
reduces resistance IW|th less galling
D . :
~ 280
=3
[0
S 260
&
8 240
g
o
220 D At 1st pass
200 [] Atsthpass
SSTE Type Comp.A  Comp.B  Comp.C
Work Material: S45C M30X 1.5 Work Material: S45C M30X1.5
Cutting Conditions: v;=150m/min Wet 8 passes Threading Method: Radial Infeed Cutting Conditions: v;=150m/min Wet 8 passes Threading Method: Radial Infeed
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SSTE

SEC-Threading Tools

SST E/ SSTI Type

4o

— Q
External Th readmg —é T The values for dimensions L, and [, below are only for
T - 1 reference. The actual values are the values below minus
the e, value for the corresponding insert on page F54.
B Spare Parts
<
S S
S
M Holders
Dimensions (mm) FametIgny Shim .
t. No. tock S T Sh S
Cat. No Stoc h b L4 Lo f h crew (ﬁlr-q:s Stopper Screw m panner
SSTE R1616H16 [ ) 16 | 16 | 100 | 205 | 16 | 16
SSTE R2020K16 ® | 20 | 20 | 125 | 30.0 | 20 | 20 | BFTX0312N | 2.0 | BX0304*! YE3 TRX10
SSTE R2525M16 | @ | 25 | 25 | 150 | 300 | 25 | 25

m

SSTI

Internal Threading

* 1 The spanner for shim stopper screws is sold separately.

o
e} -
i

M Spare Parts

4
. P
° g The values for dimension f below are only for reference. §\\\\\\\
Lle The actual values are the values below minus the e, Q‘
- H0|ders E1 value for the corresponding insert on page F55.
Dimensions (mm) .| Min.Bore Dia.* 2 Rty Shim .
T
Cat. No. Stock oD.| h | Ly | Ly 7 Fig. o Screw &1“5 S Shim Spanner
SSTIR1812M16*¢ @® | 12 | 11.0| 150 | 32.0|10.2| 1 18
BFTX03085N| 2.0 — —
SSTI R2016M16*3 . 16 15.0 150 63.5 9'2 2 20 ...............................................................................................
SSTI R2420Q16 | ® | 20 |18.0| 180 | 19.0 | 13.5 24 TRX10
SSTIR3125S16 | ® | 25 [23.0| 250 | 14.3|16.5| 3 31 BFTX0312N | 2.0 | BX0304*" YI3
SSTIR3732S16 | ® | 32 |30.0| 250 | 14.3|20.0 37

*The values in red have been changed from those in the 2013-2014 General Catalog.

Hl Shim Selection Criteria

% 1 The spanner for shim stopper screws is sold separately. * 2 The minimum bore
diameter is the diameter of the prepared hole. * 3 Left-hand threads are not available.

Hl Holder Identification Code

«SST E R 25 25

M

16

5| Recommended External Internal

= | leathge(f) | Cat. No. Stock Cat. No. Stock
.| 45 YE3-3P (] YI3-3P {
g 3.5° YE3-2P (] YI3-2P (
g| 25° YE3-1P (] YI3-1P {
£ 15 | YE3* ° YI3* °
= 05 YE3-1N (J YI3-1N (]
E| —05° YE3-2N (] YI3-2N (
5| —1.5° YE3-3N (J YI3-3N (J

* Standard shim supplied with holder

PO el Y E3-3P |
F =450 External : YE3-3P

nternal YI3-3P

WP xiernal : YE3-2P
Fi=35 Internal : Y13-2P

B=25°

Extenal: YE3-1P
Internal : Y13-1P
]

3.0+

Difficult-to-Machine Area

2.0

Pitch (mm)

1.0

* Standard shim supplied with holder

B=15°

External : YE3
Internal : Y13

—0.5° External: YE3-1N
Bl Internal: Y13-1N

30

20

40

50

Effective Diameter (mm)

60 70

Details on Shim Selection  m&S™ F56

[ @Serles (Feed Direction | | @*aitegtiTeainglie | | ©SankidhDaneter | | © ToellenghSymeal | | Dinsert Size
| SST Type ‘ ymho\\ Direction Symbol | (mm) Symbol | (mm) | | Symbol | (mm) Symbol\ fsoed ko)
R |RigtHand | [£=[ 16| 16| |=5[16| 16| H | 100 || 16]9.525
£5[20]20] £ §[20[20| [ K | 126
(@~Extemalintemal Sdilps| o5 |&d|25]25| | M | 150
Symbol | Ex/In < [18|18||g |12]12|| Q 180
E | External §>§ 20|20 EE 16|16 S 250
|| Internal 8g/24/24||25/20]20
£=[81]31||5"|25]25
S [37|37]|2 [32]32

s{oo] Buipeaiy)
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SEC-Threading Tools

SSTE / SSTI Type

M Inserts (External Threading)

mﬁf‘ 5
) 2
N
29.525 #m
3-I¢ e1A
@ 60°/55° General Purpose Thread (Non-Wiper Insert) @ 60° US NPT (Wiper Edge)
Thread Stock Pitch Dimensions (mm)| Pcs./ Thread Stock Pitch Dimensions (mm)| Pcs./
ange | C3NO Lcssoul mm | TR | e, | s 1. |Pack ange | C3NO lcssoul mm | TR | e, | s 1. |Pack
16ER A60-CB | ® [0.5-1.5/16-48 |0.8|0.6|0.09 16ER27NPT-CB | ® - 27 |0.8/0.60.06
60° |16ER AG60-CB| ® |0.5-3.0/ 8-48 |1.5|1.1/0.10] 5 16ER 18NPT-CB | @ = 18 |0.8|0.6|0.06
16ERG60-CB | ® [2.0-3.0] 8-14|1.5|1.1|0.20 60° |16ER14NPT-CB | ® — 14 |1.5[1.0/0.08 5
16ERA55-CB | ® — [16-480.8]0.5(0.05 16ER 115NPT-CB| ® — 11.5 |1.5[1.0/0.08
55° |16ER AG55-CB| @ — 8-48 |1.5/1.1/0.08 5 16ER08NPT-CB | @ — 8 |1.5/1.1]0.13
16ERG55-CB | @ = 8-14 [1.5]1.1(0.22
@ 55° Tapered for Pipes/BSPT (Wiper Edge)
@ 60° ISO Metric Threads (Wiper Edge) Thread - Stock Pitch Dimensions (mm)| Pes./
Thread Cat. No Stock Pitch Dimensions (mm)| Pes./ Angle " |AC530U mm TPl | e, | e, | rg |Pack
Angle " |AC530U[ mm | TPl | ey | e, | re |Pack 16ER 26BSPT-CB| ® — 28 |0.8/0.6/0.13
2 16ER 0751S0-CB| ® | 0.75 — 10.5/1.0/0.09 K50 16ER 19BSPT-CB| @ = 19 0.8/0.6(0.18 _
s 16ER1001SO-CB| ® | 1.00 | — |0.8|0.60.14 16ER 14BSPT-CB| @ — 14 [15/1.3/0.25
g 16ER1251S0-CB| ® | 125 | — [0.8|0.7/0.15 16ER 11BSPT-CB| @ — 11 [1.5/1.0/0.32
= . [16ER1501S0-CB| ® | 150 | — [0.8|0.7/0.20 . ,
60" l{GER175180-CB] ® | 175 | — |1.5]1.00023 ° @ 60° US NPTF (Wiper Edge)
16ER 2001SO-CB| ® 2.00 _ 15/1.110.26 Thread Cat. No Stock Pitch Dimensions (mm)| Pcs./
16ER250/S0-CB| ® | 250 | — |1.5/1.2/0.33 Angle ~_|AC530U| mm | TPl | & |6 | e |Pack
16ER300/S0-CB] ® | 300 | — |1.5/1.1/0.41 16ER27NPTF-CB | ® | — | 27 0.8/0.6/0.06
_ oo |I6ER1BNPTFCB | @ - 18 0.8/0.6/0.06
@ 60° Unified Thread (Wiper Edge) 16ER 14NPTF-CB | @ — 14 |1.5[1.0/0.13
Thread it [V Stock Pitch Dimensions (mm))| Pcs./ 16ER 115NPTF-CB| @ = 11.5 |1.5/1.0/0.12
Angle " |AC530U| mm TPl | ey | ey re |Pack o .
16ER32UN-CB | ® | — | 32 |0.5[1.00.10 @ 60° UNJ (Wiper Edge) ' _
16ER28UN-CB | ® _ 28 |o0.8l0.710.11 Thiead |~ No Stock Pitch Dimensions (mm)| Pes/
16ER24UN-CB| ® | — | 24 |08[0.7/0.13 Angle ~ |AGS30U| mm | TPl |eq|Ep|re |Pack
16ER 20UN-CB | ® _ 20 loslo.7lo.16 16ER 32UNJ-CB| @ — 32 |0.5/1.0/0.13
16ER18UN-CB | ® _ 18 |o0s8lo7l0.18 16ER 28UNJ-CB| @ = 28 |0.8/0.6|0.15
60° [16ER16UN-CB| ® | — | 16 |08]08/0.20 5 16ER24UNJCB| ® | — | 24 108/06/0.18
16ER14UN-CB | ® — 14 |15/120.23 16ER 20UNJ-CB| ® = 20 |0.8/0.7(0.21
16ER13UN-CB | ® _ 13 15/1.100.26 60° |16ER 18UNJ-CB| @ — 18 0.8/0.6/0.23| 5
16ER12UN-CB | ® _ 12 [15/1.0l0.27 16ER 16UNJ-CB| @ = 16 |0.8|0.6|0.25
16ER 10UN-CB ) _ 10 15/1.2/0.33 16ER 14UNJ-CB| @ — 14 1.5(1.1/0.29
16ER 08UN-CB | ® — 8 |15/1.200.42 16ER 12UNJ-CB| @ = 12 [1.5/1.1|0.34
16ER10UNJ-CB| @ — 10 |1.5/1.1/0.40
@ 55° Parallel Thread for Pipes/Whitworth (Wiper Edge)
Thread Stock Pitch Dimensions (mm)| Pcs./ L
Angle Cat.No. el mm | TPI 8, 1851 ra | Peck M Insert Identification Code
16ER 36W-CB | ® — 3 |0.5[1.0/0.10 ) 16 E R 150 |SO - CB
GERIW-CB| & | — | o5 |06|0sfors o 5 ]
16ER 24W-CB Y _ 24 0.810.610.15 @InsertSi;e @FeedDI\rect‘ion @Pitch or TPI ‘ ®Thread Type ®Chip ak
16ER20W-CB| ® | — | 20 |08|06[0.18 e s || L] 8| a5 tn oo
16ER19W-CB| ® | — | 19 |08|06/0.18 Bl 0% morsm|| [N [uneo s
55° |16ER 18W-CB | @ — 18 |0.8|0.60.19] 5 sﬁ?ﬁ”ﬂ@f{f‘ = o $ [npT USTa:ue‘rA;;gThread
16ER 16W_CB (] — 16 0.8/0.6 0.22 E |External Symbol p’?intd}?frl.m BSPT | Taper Pipe Thread
16ER14W-CB| ® | — | 14 |15/1000.25 B R e
16ER 12W-CB | @ — 12 |1.5[1.1/0.29 s e o E gg :?gwa:gwwsi;w
16ER11W-CB| ® | — 11 [15]1.1(0.32 E— S
16ER 10W-CB | ® = 10 [1.5/1.1/0.35
16ER08W-CB| @ — 8 |1.5/1.1]0.43
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M Inserts (Internal Threading)

SEC-Threading Tools

SSTE / SSTI Type

3.81
3€_¢ i# ] .
2 i \
L u‘?xf ©9.525
‘e1A 3-rg
@ 60°/55° General Purpose Thread (Non-Wiper Insert) @ 60° US NPT (Wiper Edge)
Thread Cat. No Stock Pitch Dimensions (mm)| Pcs./ Thread o Stock Pitch Dimensions (mm)| Pes./
Angle N acs300| mm | TPl | e, | e, re |Pack Angle 8O Iacs30u| mm | TPI | e | e, re | Pack
16IRA60-CB | ® [0.5-1.5/16-48 |0.8|0.5(0.09 16IR27NPT-CB | ® — 27 |0.8/0.6/0.06
60° |16IR AG60-CB| ® |0.5-3.0] 8-48 |[1.5/1.1/0.10 5 16IR 18NPT-CB | @ = 18 |0.8|0.6(0.06
16IR G60-CB ® [20-30/ 8-14|15|1.1/0.18 60° |16IR14NPT-CB | @ — 14 [15/1.1/0.08 5
16IRA55-CB | @ — |16-480.8]05]0.05 16IR 115NPT-CB| @ — 115 |1.5(1.0|0.08
55° |16IR AG55-CB| @ — 8-48 (1.5/1.1/0.08 5 16IR08NPT-CB | @ — 8 |15/1.0/0.13
16IR G55-CB (] — 8-14 [1.5/1.1/0.20
° so ( ) @ 55° Tapered for Pipes/BSPT (Wiper Edge)
60° | Metric Threads (Wiper Edge Thread Stock Pitch Dimensions (mm)| Pcs./
Thiead |~ \o Stock Pitch Dimensions (mm)| Pcs./ Angle Cat-No. Ficsaou| mm | TPI €] e, re |Pak
Angle © |ACS30U| mm | TPl |ey| e, | re |Pack 5o |16IR28BSPT-CB| @ — 28 [0.8/06[0.13
16IR0751SO-CB| ® | 0.75 — 10.5/0.9(0.04 16IR19BSPT-CB| @ — 19 |0.8|06l0.18 =t
16IR1001SO-CB| ® | 1.00 | — |0.8|0.60.06 §
16IR 125 ISO-CB [ ] 1.25 — 0.8/0.6/0.07 . 60° US NPTF (Wlper Edge) g
16IR 1501SO-CB| @ 1.50 — 10.8/0.6/0.09 3 e @
60° 5 Thread Stock Pitch Dimensions (mm)| Pcs./
}g:: ;gg :gggg ® | 175 — |15]1.000.10 Angle Cat-No. hoesoU mm | TPl €| 65| re |Pack
1 B @ | 200 | — 115/1.1/0.13 16R2/NPTFCB | ® | — | 27 |0.8]06[0.06
12:“ 250 'gg'gB ® | 25 | — |15/11/0.15 16R1SNPTFCB | ® | — | 18 |08 06008
R300ISOCB| @ | 300 | — |1.5[1.1]0.19 60° |16R14NPTF-CB | ® | — 14 |15/1.000.13 5
© o0 U vess (wperEce e e s
Thread Cat. N Stock Pitch Dimensions (mm)| Pcs./
Angle N acs30U mm | TPI | e, | e, re | Pack @ 60° UNJ (Wiper Edge)
16IR32UN-CB | @ — 32 |0.5(0.9(0.04 3 —
k Pitch D
16IR28UN-CB | ® — 28 [0.8/0.6/0.06 Tr::?ed Cat. No. ASCt503(;)U p e TP genSZZS(Tm) EZik/
g
}6:2 §4BNCS o . 24 108/0.710.06 16IR32UNJ-CB | @ — 32 [05/090.04
1glR 1gUN-gB : - fg 8'2 g'g 8'82 16IR28UNJ-CB | ® — 28 |0.8|0.6(0.05
. - S he 16IR24UNJ-CB | @ — 24 (0.8|0.6/0.06
el it o B B B bt o 16R20UNJCB| ® | — | 20 |08]06/0.06
16IR13UN-CB o :; 1'5 H 8':? 60° |16IR18UNJ-CB| ® | — 18 |0.8/0.60.06/ 5
16IR12UN-CB o | — i 1'5 11lo13 16IR16UNJ-CB| ® | — 16 |0.8]0.6(0.09
16IR10UN-CB pe ] 1'5 11 lo.1 16IR14UNJ-CB| ® | — 14 |15]1.1/0.09
emosunce | o | — |5 [ieliiba 16IR12UNJ-CB| ® | — | 12 [15]1.1 /011
- ]1.1[0. 16IR10UNJ-CB | @ — 10 [1.5/1.1(0.15
@ 55° Parallel Thread for Pipes/Whitworth (Wiper Edge) -
Thread| L o Stock Pitch Dimensions (mm)| Pcs,/ M Insert Identification Code
Angle " |AC530U] mm TPl |eq| ey re |Pack s
16IR28W-CB| ®© — 28 |0.8/0.6/0.12 &) 16 I R 150 ISO = CB
.. [16IR24W-CB| @ | — | 24 |08]060.15 —— — N
16IR20W-CB| @ — 20 0.8/0.6/0.18 ®InsertSi;e ®FeedD.irecIion @Pitch or TPI ®Thread Type (®)Chipbreaker
16IR19W-CB| ® | — | 19 |os|o6lo1s e || a8 o | o
43 (115 only for 11.5) UN | Unified Thread
(@ Extemallntemal g © ?ﬁmgq?gﬁw W | Whitworth
Symbol | Ex/In 20-20TPI § NPT | US Taper Pipe Thread
E | External Symbol | Pitch or TPI BSPT | Taper Pipe Thread
1 | Internal B A Tph‘:ga':is '?65(2’4‘85'“'" NPTF | US Taper Pipe Thread
Bl ]
2| G n“:ec:ds Sf’o‘?f omm 2 55 | 55° General Puross Thread
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SEC-Threading Tools

SSTE / SSTI Type

l Shim Selection

Threading Tools

If a thread pitch is large or a pitch diameter is small, a thread lead angle becomes
large and the effective clearance angle on the leading edge becomes small.
Ideally, threading inserts should be mounted so that the clearance angles on both

right and left sides become equal.

For this reason, it is necessary to select an appropriate shim for the thread pitch

and pitch diameter by consulting the table below.

Hl Shim Selection Procedure

(1) Choose either one from [RH/LH Thread] in the table.

(2) See the rows below [Pitch] to find a pitch for a thread to produce.

() Find the cell that shows a diameter of the thread in the column below [Effective Diameter].
)

(4) Confirm a Cat. No. in the [Shim] row shown above the cell found in (3). If the shim that
is already in use has a different catalogue number, replace it with an appropriate one.

Insert

Lead Angle

Bi

B2:Sh

[[A—A Cross-section |

=~ Lead Angle
(Ideal Setup)

im Angle

[P Eiternal | YE3-3P
F=4.5 Internal : Y13-3P
\

PR Exiernal - YE3-2P
B=35 Internal : Y13-2P

B=2.5°

External : YE3-1P
Internal : Y13-1P

3.0+

Difficult-to-Machine Area

B,=15°

External : YE3
Inernal : Y13

* Standard shim supplied
with holder

€
€ 20t
(Example)When machining an M16x2.0 external right-hand thread, the effective § |
diameter is 14.701mm. In the table below, find [2.0] mm for a pitch and then ~ ol B.=0 P el YE3-IN |
. . - ' T
follow this row rightward to the cell of effective diameter of [114-174] mm.
The cell where the row of [External] meets the column of pitch diameter [114 ! ! ! ! ! !
o — 0
- 174) mm shows [YE3-1P]. ltis the right shim for machining this thread. 02 Eﬁei?ive Di;‘rﬂeter (ns]?n) 070
M Pitch (mm)
RH/LH Thread Right-hand Thread Left-hand Thread
Lead Angle 45° 3.5 2.5° 1.5° 0.5° —0.5° —1.5°
gl xemal | YES-3P | YES-2P | YESIP | . YE3 .. YES-IN | YE32N | YE3-3N
% Internal YI3-3P YI13-2P YI3-1P YI3 YI3-1N Y13-2N Y13-3N
Shim Angle (8,) 3 2 1° 0 —1° —2° —3°
Pitch (mm) Effective Diameter (mm)

39.9 - 15.2

10.0 - 15.2 15.2 - 39.9 . .
f . 114 -17.4 17.4 - 45.6 > 456 > 45.6 45.6 - 17.4
s SE 08 6B T AT P R S S B e
3.0 11.4-13.0 13.0 - 17.1 17.1 - 26.0 26.0 - 68.4 > 68.4 > 68.4 68.4 - 26.0
B TPI (Threads/Inch)
RH/LH Thread Right-hand Thread Left-hand Thread
Lead Angle 45° 3.5° 2.5° 1.5° 0.5° —0.5° —1.5°
€ | Xtomal YE3-3P | YE3-2P | YESIP | . YES .. YES-IN | YE32N | YE3-3N
= Internal YI13-3P YI13-2P YI3-1P YI3 YI3-1N Y13-2N Y13-3N
® [Shim Angle (8) 3 3 1° 0° -1 —2° —3°
TPI (Threads/Inch) Effective Diameter (mm)

10.9 - 29.0

29.0 - 10.9
325-124

12.4 - 32.5

18.0 - 27.7

11.9 -13.7 13.7 - 18.0

27.7-72.4

72.4 -27.7

F56

* SSTE Type/SSTI Type holders are shipped with a shim for a lead angle of §:=1.5° (SSTE Type: YE3, SSTI Type: Y13).

Shims for lead angles of 8:=-1.5°-0.5°, 0.5°, 2.5°, 3.5°, and 4.5° are sold separately.
* Shims are unnecessary for SSTI R1812M16 and SSTI R2016M16. (The holders are already provided with the standard holder inclination of 1.5°.)



B Shim Replacement

SEC-Threading Tools

SSTE / SSTI Type

Loosen the shim stopper
screw by one to two
turns.

Remove the insert to
expose the shim.

Tighten the shim stopper
screw.(Recommended
Tightening Torque 1.0 -
1.5Nem)

Remove the shim and
attach the different shim
that matches the lead
angle.

B Wiper Edge

Without Wiper Edge

With Wiper Edge

Work Material

Insert (Without Wiper Edge)

Work Material

v

A N
Machining Allowance ~ Wiper Edge

Insert (With Wiper Edge)

sjooL fupeaiy]

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

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

- Workpiece needs to be machined up to the major (or minor)
diameter in a process prior to threading.

- Fine burrs are easily formed on edges of ridges

- Enables machining works into shapes compliant with thread
- Enables thread machining only for those compliant with certain
- Needs to keep machining allowance of 0.1mm per side due to the

- Edges of ridges chip

standards
standards or those with determined pitches

use of wiper edge for thread ridge finishing.

M Infeed Method

The modified flank infeed is recommended for SSTE Type/SSTI Type.
This infeed method, which features reduced chip curl diameters and stable chip control, can also decrease chipping on trailing

edge that often occurs in radial infeed. (For modification angle, 1° is recommended.)

lWork Material: SUS316 M30x1.5 Cutting Conditions: v.=60mm/min Wet 8 passes‘

@ Impact of Infeed Method on Chip Shapes

Modified Flank Infeed
Trailing r -

Edge | AP O I P g

W

Reduced curl diameters ensure smooth, stable chip control

e
Leading Mlibidcoa s
Edge

e L T PR VY

el s, -
e b Wi,

" e g o

50mm

Radial Infeed
- AT Ao
hh AN NADNAA A A
e o prr VT
%}‘] ),7),) (= A\ :
7\ g SN
T & Y
o R NWAATAVAYE
Feed dir. i ’ -
T Ny

Large curl diameters cause unstable chip control
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SEC-Threading Tools SSTE/SSTI Type

Threading Process Guide

SSTE Type Threading Process Guide

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

Pitch (mm) 0.75 1.00 1.25 1.50 1.75 2.00 2.50 3.00
Total Depth of Cut(mm) 0.48 0.64 0.80 0.92 1.10 1.26 1.57 1.87
No. of Passes 4 5 7 8 10 12 14 16
1 0.24 0.25 0.25 0.28 0.28 0.30 0.38 0.40
2 0.12 0.15 0.15 0.15 0.15 0.16 0.19 0.22
3 0.07 0.11 0.12 0.12 0.12 0.13 0.15 0.15
4 0.05 0.08 0.09 0.10 0.10 0.10 0.10 0.13
5 0.05 0.08 0.09 0.10 0.09 0.10 0.12
6 0.06 0.07 0.09 0.09 0.09 0.10
7 0.05 0.06 0.08 0.08 0.09 0.10
8 0.05 0.07 0.07 0.08 0.09
9 0.06 0.07 0.08 0.09
10 0.05 0.06 0.07 0.08
11 0.06 0.07 0.08
12 0.05 0.06 0.07
13 0.06 0.07
14 0.05 0.06
15 0.06
16 0.05
§ B External Unified Threads (Depth-of-cut per pass: mm)
-.g Threads/Inch 32 28 24 20 18 16 14 13 12 11 10 9 8
= |Total Depth of Cut(mm) | 0.50 | 0.57 | 0.67 | 0.80 | 0.89 1.00 1.15 1.23 1.34 1.46 1.60 1.78 | 2.00
No. of Passes 4 4 5 7 8 10 11 12 12 14 14 16 16
1 024 | 025 | 0.25 | 0.26 026 | 028 | 0.28 | 0.30 | 0.30 | 0.30 | 0.38 | 0.38 | 0.40
2 0.14 0.17 0.19 0.15 0.15 0.15 0.15 0.18 0.18 0.18 0.20 0.20 0.25
3 0.07 0.10 0.12 0.10 0.12 0.10 0.12 0.13 0.13 0.13 0.15 0.13 0.19
4 0.05 | 0.05 | 0.06 | 0.09 | 0.10 | 0.09 | 0.10 | 0.10 | 0.12 | 0.12 0.12 0.12 | 0.16
5 0.05 | 0.08 | 0.08 0.08 | 0.10 | 0.08 | 0.11 0.11 0.10 | 0.1 0.14
6 0.07 | 0.07 | 0.07 | 0.09 | 0.08 | 0.10 | 0.10 | 0.09 0.10 | 0.12
7 0.05 | 0.06 | 0.07 | 0.08 | 0.07 | 0.09 | 0.08 | 0.09 0.10 | 0.11
8 0.05 | 0.06 | 0.07 | 0.07 | 0.08 | 0.08 | 0.08 0.09 | 0.10
9 0.05 0.06 | 0.06 | 0.07 | 0.07 | 0.08 0.09 | 0.09
10 0.05 | 0.05 | 0.06 | 0.06 | 0.07 | 0.07 | 0.08 | 0.08
11 0.05 | 0.05 | 0.05 | 0.06 | 0.07 | 0.08 | 0.07
12 0.05 | 0.05 | 0.06 | 0.06 | 0.07 | 0.07
13 0.05 | 0.06 | 0.07 | 0.06
14 0.05 | 0.05 | 0.06 | 0.06
15 0.05 | 0.05
16 0.05 | 0.05

No. of passes and depths of cut in the table above are general guidelines only. Increase or decrease them depending on conditions. However, the max. depth of cut should be kept 0.5mm or less.
When using an insert with wiper edge, add machining allowance to the total depth of cut.

Bl Recommended Cutting Conditions

. (2 Alloy Steel : 3 Grey Cast Iron | Tt
Work Material [ Carbon Steel DAt (M) Stainless Steel el (3 Ductile Cast Iron | [ Titanium Alloy
Cutting Speed v(m/min) 75 to 150 75 to0 135 60 to 120 90 to 180 75 to 135 24 to 90
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SEC-Threading Tools SSTE/SSTI Type

Threading Process Guide

SSTI Type Threading Process Guide

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

Pitch (mm) 0.75 1.00 1.25 1.50 1.75 2.00 2.50 3.00
Total Depth of Cut(mm) 0.49 0.58 0.74 0.89 1.04 1.18 1.47 1.76
No. of Passes 4 5 8 10 11 12 14 16
1 0.20 0.22 0.22 0.25 0.25 0.25 0.30 0.30
2 0.12 0.14 0.14 0.12 0.17 0.18 0.19 0.20
3 0.12 0.10 0.09 0.08 0.10 0.12 0.15 0.17
4 0.05 0.07 0.07 0.08 0.08 0.10 0.12 0.14
5 0.05 0.06 0.07 0.08 0.09 0.10 0.12
6 0.06 0.07 0.07 0.08 0.09 0.11
7 0.05 0.06 0.07 0.07 0.08 0.10
8 0.05 0.06 0.06 0.07 0.08 0.10
9 0.05 0.06 0.06 0.07 0.08
10 0.05 0.05 0.06 0.07 0.08
11 0.05 0.05 0.06 0.07
12 0.05 0.06 0.07
13 0.05 0.06
14 0.05 0.06
15 0.05
16 0.05
M Internal Unified Threads (Depth-of-cut per pass: mm) g
Threads/Inch 32 28 24 20 18 16 14 13 12 11 10 9 8 =)
Total Depth of Cut(mm) | 0.43 | 0.49 | 0.57 | 0.69 | 0.76 | 0.86 | 0.98 1.06 1.15 1.25 1.37 1.53 1.72 g
No. of Passes 4 4 5 7 8 10 11 12 12 14 14 16 16
1 0.20 0.20 0.20 0.22 0.22 0.22 0.25 0.25 0.27 0.27 0.27 0.30 0.30
2 0.10 0.16 0.16 0.12 0.13 0.13 0.15 0.15 0.16 0.16 0.18 0.18 0.22
3 0.08 | 0.08 | 0.09 | 0.09 | 0.10 | 0.08 | 0.10 | 0.10 | 012 | 0.12 | 0.16 | 0.16 | 0.18
4 0.05 | 0.05 | 0.07 | 0.08 | 0.08 | 0.08 | 0.08 | 0.08 | 0.10 | 0.10 | 0.12 0.11 0.15
5 0.05 | 0.07 | 0.07 | 0.07 | 0.07 | 0.08 | 0.09 | 0.08 | 0.10 | 0.09 | 0.12
6 0.06 | 0.06 | 0.07 | 0.07 | 0.07 | 0.08 | 0.08 | 0.09 0.09 | 0.11
7 0.05 | 0.05 | 0.06 | 0.06 | 0.07 | 0.07 | 0.07 | 0.08 | 0.08 | 0.10
8 0.05 | 0.06 | 0.06 | 0.06 | 0.06 | 0.07 | 0.07 | 0.08 | 0.09
9 0.05 | 0.05 0.06 | 0.06 | 0.06 | 0.06 | 0.07 | 0.08
10 0.04 | 0.05 | 0.05 | 0.05 | 0.06 | 0.06 | 0.07 | 0.07
11 0.04 | 005 | 0.05 | 0.05 | 0.05 | 0.06 | 0.06
12 0.04 | 0.04 | 0.05 | 0.05 | 0.06 | 0.06
13 0.04 | 0.04 | 0.05 | 0.05
14 0.04 | 0.04 | 0.05 | 0.05
15 0.04 | 0.04
16 0.04 | 0.04

No. of passes and depths of cut in the table above are general guidelines only. Increase or decrease them depending on conditions. However, the max. depth of cut should be kept 0.5mm or less.
When using an insert with wiper edge, add machining allowance to the total depth of cut.

M Recommended Cutting Conditions

g (2 Alloy Steel ] [3 Grey Cast Iron : _—
Work Material {2 Carbon Steel s (M) Stainless Steel e it 3 Ductile Cast Iron | [ Titanium Alloy
Cutting Speed v.(m/min) 75 to 150 75~ 135 60 to 120 90 to 180 75t0 135 24 to 90
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STH Type
External Threading . Oﬂvﬁmm ?g‘}‘jﬁds

STH )
Q
External Threading (7' '
TP |l L
Max. Reach of Insert=6.5
- AN
4V ’ @% & < B Spare Parts
AN ¢
e\
Ly © @ /Q
. HOldeI'S Above figures show right hand tools. ’ J
Stock Di i i
Cat. No. ROCL h b |meLnS|ons h( mm) o L Aﬁﬁ';‘::?le Clamp Screw Spanners
1 1 2
STH R/L0810 e @ s 10 | 120 8 4 15
STH R/L1010 ® ® 10 10 120 10 2 15 BFTX0410NTW
STHR/L1212F e @ | 12 12 85 12 — 15
STHR/L1212 |e@|@| 12 | 12 | 120 | 12 | — | 15 T?y;‘é'- S04 aNTWY RT08
STH R/L1616H @ @ | 16 16 100 16 — 15
STH R/L1616 ® @ 16 16 120 16 — 15
STH R/L2020 ® @ 20 20 80 | 20 — 15 BFTX0410NT LT25NT
2 M Inserts
E . Fig.1 fe
— o P}
<F==S | 5 A’ﬂ S
Fig.2 p (A) Flat (B) Radius
ENE Z
" <

Above figures show right hand tools.

Cosed Catide Pitch Dimensions (mm) - ;
Cat. No. ACZ150 Flg. Cutting Edgel  Applicable
RIL mm TPI B Ie e 6 Shape Holders
TH R/L6002075A |® | @ |0.20t00.75 — 20 8 — | 040 | 60 1 (A)
TH R/L6002075B |® | @ | 0.20t00.75 — 20 8 — | 040 | 60 2 (A)
TH R/L6005125A | @® | ® | 0.50t01.25 — 20 8 | 005|080 | 60 1 (B) STH
TH R/L6005125B | ® | @ | 0.50t01.25 = 20 8 0.05 | 0.80 | 60 2 (B) Type
TH R/L601015N @ @ 1.00t01.50 — 20 8 0.10 | 125 | 60 3 (B)
TH R/L550515A ® @ 05091158 | 48t016 | 20 8 0.05 | 0.80 | 55 1 (B)
TH R/L550515B ® @ 050910158 | 48t016 | 20 8 0.05 | 0.80 | 55 2 (B)
B Holder/Insert Combination
Direction Right Hand Left Hand
Cuting Edge Poston Guide Bush Side Back Turning Side Guide Bush Side Back Turning Side
Guide Bush
Thread?ng [ — [
Illustration
Toolholder STH R (Right Hand) STH R (Right Hand) STH L (Left Hand) STH L (Left Hand)
Insert THR- -« - A THR- - - -B THL- - - -B THL-. -« - A
Often used in common tooling for a | Usually used when a thread is located | When a left hand holder is used, a sufficient cutting distance can be kept
work that has a thread at its top in the middle or at the back-end of a since the cutting edge point separates from the guide bush.
end. In this type of tooling a work. For left hand holder, the meanings of A Type and B Type for the right
Characteristics | necking width indicated with an In this type of tooling a necking width | hand holder are switched with each other. (B means the guide bush side
arrow can be reduced since a indicated with an arrow can be while A means the back turning side.)
cutting edge point is placed closer | reduced since a cutting edge point is
to the guide bush side. placed closer to the back turning side.
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External Threading

® Metric Threads
® Whitworth Threads

SEC-External Threading Tools

G M E-TH Type

GME-TI I Q
External Threading
TTTTITTITTT L1
O
M Spare Parts
. g ®© © <
H Holders Above figures show right hand tools.
Cat. No Stock elieTefs () Clam Support |Cap Screw| Spanner
e RIL | h|b|L | f]H]h i & R
GME R/L2525TH 25 | 25 [1147(29.3|26.4| 25 BX0414 LH030
GME R/L2525THL 25 | 25 |1500|29.3|26.4| 25 | GTCRIL | GTRIL (g;‘(%%%) (SLUI_Fl’ggg)
GME R/L3232TH 32 | 32 |[170.0(36.3|33.4| 32 (Clamp) | (Clamp)
M Inserts B Recommended Cutting Conditions
o Work Material | [3) Carbon Steel | [ Alloy Steel |(M) Stainless Steel g_f_
- H B H £ Cutting Speed Ve(m/min) | 70 to 120 70 to 100 70 to 100 ‘g-
28.8 -
5.6 )
=
[e0)
Carbide Pitch
Cat. No. |nc|ude<1 re
ST20E| A30 |G10E TPl | AngeO
MTG 40 3to4 — 60 | 0.3
MTG 50 — 60 | 0.4
MTG 60 — 60 | 0.5
MWG 40 11109.0| 55 | 0.3
MWG 50 8t06.0| 55 | 0.4
MWG 60 5t04.5| 55 | 0.6

These inserts can be used with GME-TH Type holders only.
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LTE Type
External Threading oo Theads

® Unified Threads
® Pipe Tapered Threads
LTE
External Threading - Q
THTOTHTI A @
N
Lo
100 I b
- B Spare Parts
-E <

M Holders

& D &
Dimensions (mm)

Cat. No. Stock Lever Pin |Fastener Boltf Shim Shim Pin | Spanner
hl b L | f]|h | L P

20 20 125 | 25 20 25
25 25 150 | 32 25 25
25 25 150 | 32 25 28
32 32 170 | 40 32 28

LTE R2020
LTE R2525
LTE R2525M22
LTE R3232P22

LCL3S | LCS3TE |LSTE31-0| LSP3 LH025

LCL4S LCS4 |LSTE42-0| LSP4 LHO30

‘ Refer to F69 for shim selection ‘

= M Inserts
=3
-g (TME300R only)
= =
i)
od
*( TMES350R, )
TME400R
®4.76
Close-up of Cutling Edge Close-up of Cutting Edge
Reference Pitch Stock Dimensions (mm) Wiper | Applicable
Types Cat. No.
Cat. No. mm TPl |AC225T1500A(T1200A| T130A| r. e, e, od s | Edge | Holders
TME 100R 16ER 100ISO-TE | 1.00 — A | ® | A | ® 013]| 08 | 1.2 | 9525 |3.65]| Yes
TME 125R 16ER 125ISO-TE | 1.25 — A ® | A | @® |017| 08 | 1.2 |9525|3.65| Yes
TME 150R 16ER 150I1SO-TE | 1.50 — A | ® | A | ® 020] 1.0 | 1.2 |9525|3.65| Yes
TME 175R 16ER 175ISO-TE | 1.75 = A | ® | A | ® 024| 12 | 1.2 |9525|3.65 | Yes EE Egggg
60° Metric TME 200R 16ER 200ISO-TE | 2.00 — | A| @ | A| @®|027| 14| 1.2 | 9525|365 Yes
Thread TME 250R 16ER 250ISO-TE | 2.50 — A ® | A | @® |03 14 | 1.2 |9525|3.65]| Yes
TME 300R 16ER 300ISO-TE | 3.00 — A | ® | A | @® |042| 18 | 1.2 |9525|3.65| Yes
TME 350R 22ER 350ISO-TE | 3.50 = A | ®@ | A | ® 049 25 | 1.7 [1270 | 4.60 | Yes |LTE R2525M22
TME 400R 22ER 400ISO-TE | 4.00 — A O | A 056 | 2.5 | 1.7 (1270 | 4.60 | Yes |LTE R3232P22
TME 1020R | 16ER 102060-TE [1000020024t0 12| A | @ | A | @ | 0.13| 1.1 | 1.2 | 9525 | 3.65 | No
TME 1530R | 16ER 153060-TE [1501030016to 8| A | @ | A | @ | 020 | 1.6 | 1.0 | 9525|3.65 | No
55> Whitworth | TWE 1410R | 16ER 141055-TE — [14t010| A | @ | A 023 | 1.4 | 1.2 |9525|3.65| No
Thread TWE 2416R | 16ER 241655-TE — [24to16| A | ® | A 0.13| 1.1 | 1.2 | 9525 | 3.65 | No
TUE 24R 16ER 24UN-TE — 24 o | A 0.14 | 0.8 | 1.2 | 9525 | 3.65 | Yes
3 TUE 20R 16ER 20UN-TE - 20 A 0.17 | 0.8 | 1.2 | 9525 | 3.65 | Yes
fﬁiﬁed TUE 18R 16ER 18UN-TE — 18 | A 0.19 | 1.0 | 1.2 | 9525 | 3.65 | Yes LTE R2020
Thread TUE 16R 16ER 16UN-TE — 16 A 022 12 | 12 |9525 | 3.65 | Yes | & poros
Screw TUE 14R 16ER 14UN-TE — 14 | A | @ | A 025 | 1.2 | 1.2 | 9525 | 3.65 | Yes
TUE 12R 16ER 12UN-TE - 12 A 030 | 1.4 | 1.2 | 9525 | 3.65 | Yes
TUE 08R 16ER 08UN-TE — 8 A 0.45| 1.8 | 1.2 | 9525 | 3.65 | Yes
55° Pipe TPE 28R 16ER 28BSPT-TE | — 28 | A 0.11| 0.9 | 0.7 | 9525 | 3.65 | Yes
Tapered TPE 19R 16ER 19BSPT-TE | — 19 | A | @ | A 0.17 | 0.9 | 0.7 | 9525 | 3.65 | Yes
TPE 14R 16ER 14BSPT-TE | — 14 | A | @ | A 024 | 16 | 1.2 | 9525 | 3.65 | Yes
Thread
TPE 11R 16ER 11BSPT-TE | — 11 A | @ | A 0.31| 1.6 | 1.2 | 9525 | 3.65 | Yes

Use these inserts with LTE Type/STE Type holders.

F62 A mark : To be replaced by new item (Please confirm stock availability)



External Threading

® Metric Threads

SEC-External Threading Tools

STE Type

®Whitworth Threads
® Unified Threads
®Pipe Tapered Threads
STE
External Threadin - A <
TITHTTHHHT g
22
L4
-10° M Spare Parts
< ; <
\\\\\
&
M Holders
Dimensions (mm) Recommended
Cat. No. Stock Screw Tightening Torque Spanner
h b L, f hy (N-m)
12 12 100 16 12
STE R1212 e BFTX03508 2.0 TRX10
STE R1616 o 16 16 100 20 16
M Inserts =
s
(TME300R only) ‘g
&1 =
i)
od
* [ TME350R,
TI\/IE4OOR)
®4.76
Close-up of Cutting Edge Close-up of Cutting Edge
Reference Pitch Stock Dimensions (mm) Wiper | Applicable
Types Cat. No.
Cat. No. mm TPI  |AC225|T1500A T1200A(T130A| r. e e, od S |Edge | Holders
TME 100R 16ER 100ISO-TE | 1.00 — A | ® | A | @® |013| 08 | 1.2 | 9525 |3.65] Yes
TME 125R 16ER 125ISO-TE | 1.25 — A | ®@ | A | ® |017| 08 | 1.2 | 9525 | 3.65 | Yes
TME 150R 16ER 150I1SO-TE | 1.50 — A  ® | A | @® |02 10| 1.2 | 9525|365 Yes
60° Metric TME 175R 16ER 175ISO-TE | 1.75 — | A| @ | A| @® 02412 | 1.2 [9525|3.65| Yes
Thread TME 200R 16ER 200ISO-TE | 2.00 — A| ® | A | ® 027| 14 | 1.2 | 9525|365 Yes
TME 250R 16ER 250ISO-TE | 2.50 — A ® | A | @® |03 14 | 1.2 | 9525 |3.65]| Yes
TME 300R 16ER 300ISO-TE | 3.00 — A | ® | A | @®|042| 18| 12 |9525 365 Yes
TME 1020R | 16ER 102060-TE |100t0200[24t012| A | @ | A | @ | 0.13 | 1.1 | 1.2 | 9525 | 3.65 | No
TME 1530R | 16ER 153060-TE |15010300/16to8| A | @ | A | @ | 020 | 1.6 | 1.0 | 9525 | 3.65 | No
55 Whitworth | TWE 1410R | 16ER 141055-TE — |[14t010| A | ® | A 023 | 1.4 | 1.2 | 9525 |3.65| No
Thread TWE 2416R | 16ER 241655-TE — |24t016| A | ® | A 013 | 1.1 | 1.2 | 9525 | 3.65| No | STE R1212
TUE 24R 16ER 24UN-TE — 24 ® A 0.14 | 0.8 | 1.2 | 9525 | 3.65 | Yes | STER1616
. TUE 20R 16ER 20UN-TE - 20 | A 017 | 0.8 | 1.2 | 9525 | 3.65 | Yes
Eo.f.d TUE 18R 16ER 18UN-TE — 18 | A 0.19 | 1.0 | 1.2 | 9525 | 3.65 | Yes
nee | TUE 16R 16ER 16UN-TE — | 16 | A 022 | 12 | 12 | 9525|365 | Yes
Thread
Screw TUE 14R 16ER 14UN-TE — 14 A O | A 025 | 1.2 | 1.2 | 9525 | 3.65 | Yes
TUE 12R 16ER 12UN-TE - 12 | A 030 | 1.4 | 1.2 | 9525 | 3.65 | Yes
TUE 08R 16ER 08UN-TE — 8 A 0.45| 1.8 | 1.2 | 9525 | 3.65 | Yes
55° Pi TPE 28R 16ER 28BSPT-TE | — 28 | A 0.11 | 0.9 | 0.7 | 9525 | 3.65 | Yes
- erg’j TPE 19R 16ER 19BSPT-TE | — 19 |A|®]| A 017 | 0.9 | 0.7 | 9525 | 3.65 | Yes
P TPE 14R 16ER 14BSPT-TE | — 14 A O® | A 024 | 16 | 1.2 | 9525 | 3.65 | Yes
Thread
TPE 11R 16ER 11BSPT-TE | — 11 A | O | A 0.31| 1.6 | 1.2 | 9525 | 3.65 | Yes

Use these inserts with LTE Type/STE Type holders.

A mark : To be replaced by new item (Please confirm stock availability)
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SEC-External Threading Tools

THE Type

SEC-External Threading Tools

THE Type

. ® Metric Threads - ® Metric Threads
External Threading o Whitworth Threads SEC-External Holders (Mini Holders) [yt s
*Pipe Tapered Threads ®Pipe Tapered Threads
THE THE
External Threading| | <18 < External Threading| 0° “‘i 2
T Tyos] T
o L
E ‘—’30 L4 0
- : i e -
< S
o~ L —~
\me’ 17
B Holders B Holders
Dimensions (mm) Dimensions (mm)
Cat. No. Stock Cat. No. Stock
h | b | L f | hy h | b | L4 f | hy
THE R-33 ® | 20|20 |125|25.0| 20 THE R1010-33 ® | 10| 10 |100| 8.6| 10
THE R-44 ® | 25|25 |150(32.2| 25 THE R1212-33 ® |12 | 12 |100|10.6| 12
£ M Inserts B Inserts
8
- 60° l4(L e .. PVAVAY L 3 //“\,- 600 l4(L le — PUAVAN o 3 ;/“\q.
j( /AYT;;‘ B Type i{ /A\(T’yp?‘ B Type
— With Wiper Edge With Wiper Edge — With Wiper Edge With Wiper Edge
e NV
C Type (/D\T:/-;a C Type (/II)\TT/-;}a
#.76 Without Wiper Edge With Wiper Edge #.76 Without Wiper Edge With Wiper Edge
Stock Pitch Nose |Inclded : Stock Pitch Nose |Inclded :
Cat. No. Cermet Carbide Ra?i?l?s Angle E?gee A?m;‘e Cat. No. Cermet Carbide Ra%?l?s Angle E?gee A;mt;\e
TSOATIATI2AISTIOPIA30] MM | TP |, | go TROATIZNAT12ASTIOP[A30] MM | TP | r, | go
NE R080 ® @ 080 | — [0.08/60|A NE R080 ® @ 080 | — [0.08 60 |A
NE R100 ® ® 100 | — (01160 |A NE R100 ® @ 100 | — [0.11/60 A
NE R125 ® @®| 125 | — 1|0.15/60 |B NE R125 ® @®| 125 | — 1|0.15/60 |B
NE R150 ® @ 150 | — [0.18/60 |B NE R150 ® @ 150 | — [0.18/60 |B
NE R175 ® O 175 | — |022/60|B NE R175 ® ® 175 | — [0.22/60|B
NE R200 ® ® 200 | — [02560|B NE R200 ®|® 200 | — |025 60 |B|ME
NE R250 ® @ 25 | — (03360 Bl NE R250 ® o 25 | — (033608 "
NER0815/ ® | A ® @ @ |0300150] — |0.08/ 60 |C NER0815 ® A | @® | ® | @ 0800150 — [0.08| 60 |C| pppy
NER1530 ® | A ® @ @ |150003000 — |0.18/ 60 |C NER1530 ® | A ©® @ @ |150003000 — |0.18/ 60 |C
WER1410 @ | A — |14t010|0.21| 55 |C WER1410 @ | A — |14t010|0.21| 55 |C
WER2416| ® | A — |241t016/0.11| 55 |C WER2416| ® | A — |241016/0.11| 55 |C
PTE R28 = 28 |0.99| 55 |D PTE R28 = 28 |0.99| 55 |D
PTE R19 — 19 |0.15/ 55 |D PTE R19 — 19 |0.15/ 55 |D
M Spare Parts B Spare Parts
Drawing Pin Set Screw Spanner Screw Spanner
Applicable O Applicable
Hol W Hol W
older M %\\\\\\\ older %\\\\\\\
THE R-33 THE R1010/1212-33| BFX0410R
""""" THER-44 | SR124 BTD0510 LHO25 THE L1010/212-33| " BFxoatol | THO2S
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N < = B
STI

Internal Threading

Min. Bore Dia.(gDn)

® Metric Threads
® Unified Threads

SEC-Internal Threading Tools

ST' Type

D
T it
| | A
I Y,
h
o M Spare Parts
15° Ly
/I
& A
W RILY ¢
Dimensions (mm) Recommended
Cat. No. Stock Screw Tightening Torque Spanner
eDs | h L, f e | @Dy (N“m)
STI R316 ° 16 15 150 11 35 20
BFTX03508 2.0 TRX10
STI R320 o 20 18 180 14 5.0 25
H Inserts
Close-up of =
Cutting Edge ’e
g9_525:o.05
0 -
<l | I
23.81
Pitch Stock Inciuded
Cat. No. Reference Cat. No. Ul Cermet | ro |AGR| &4 | €7
mm | TPI 4005 T15004[T12004 0°
TMI 100R 16IR 1001SO-TI 1.00 — A | ® | A [00660[08[1.2
TMI 125R 16IR 125ISO-TI 1.25 = A | ® | A 007 60|08[1.2
TMI 150R 16IR 1501SO-TI 1.50 — | A | @ | A |00960|1.0/1.2
TMI 175R 16IR 1751SO-TI 1.75 — A | ® | A |011/60[12/1.2
TMI 200R 16IR 200ISO-TI 2.00 — A | ® | A |012/60(1.4(1.2
TMI 250R 16IR 2501SO-TI 2.50 — | A| ® | A |016/60[1.4/1.2
TMI 300R 16IR 300ISO-TI 3.00 — A | @ | A |020]60(1.8/1.2
TMI 1020R | 16IR 102060-TI  [10010200| 241012 | A | @ | A |0.06| 60 [1.0(1.2
TMI 1530R | 16IR 153060-TI  |15010300| 16108 | A | @ | A [0.09/ 60 [1.5(1.2

Use these inserts with STI Type holders.

A mark : To be replaced by new item (Please confirm stock availability)
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SEC-Internal Threading Tools

STHI / THI ype

® Metric Threads
FOTLAL)
STHI

Internal Threading
RN

M Spare Parts

%
4 A
W Holders ]
i i Min. i
Cat. No. Stock Bilvensieh=Rnin Bore Applicable Screw Spanner
oDs| h | L4 f Ly | (mm) Insert
STHI 06 [ J 6 | 55 | 100 | 3.8 |13.0 8.0 | 061 R041060-HI | | BFTX0204NS ..............
STHI 08 [ J 8 | 70 | 125 | 4.7 | 17.0| 10.0 | 08/ R0O41060-HI | | BFTX0205NS .............. RTO06
STHI 10 [ J 10 | 9.0 | 150 | 6.0 | 20.0 | 12.0 | 09I R041060-HI BFTX02206NT
M Inserts

€4 Grooving Edge Depth
S €3 Eflective Grooving Edge Depth

] \\ e
I I
}60° l—/ij ] 0.5
€3
Coated Cartie| Pitch Dimensions (mm) Applicable

Cat. No. | Reference Cat. No. ACZ50| (mm) | Te |@d | s | &5 | €3 Holder

TI R06 061 R041060-HI @ [04005010/0.03|3.97|1.59| 0.7 | 0.5 | STHIO6
Tl RO8 08l R041060-HI @ [040051010/0.03|4.76|2.38| 0.7 | 0.5 | STHIO8
TI Rog 091 R041060-HI d 04005010/0.03]5.56|2.38| 0.7 | 0.5 STHI10 @ Use the inserts shown on the left with STHI Type holders.

Threading Tools

THI ;
Q
B )
Internal Threading ~ RA Sy
DI | o ’
-~ ‘Q ]l L Bl Spare Parts
) \| N
I i1 () \\\\\
( N
\ J SH 1 J f«l @\\
M Holders
Dimensions (mm) Min.Bore | Applicable
Cat. No. Stock Clam Double Screw Spanners
aDs| h | Ly | f | hy | by | bo | (mm) Insert P P
THI R216 ® |16 | 15 |160| 9.3| 75| 4 | 7.5| @18 | NIR20OO WB5-10
CCMBBSL | THO25
THI R320 ® | 20|18 1160 11.7) 9.0| 6 | 90| ¢22 |NIRSOCOO| ~~ | WBS- 1
THI R325 ® | 25| 23 |180|14.2|11.5| 5 |11.5| @27 | NIR30OO CCM6BL WB6-16 LH030
M Inserts
- *91
° B Type
s =
~- With Wiper Edge
aod -
~Te C Type
le6° Without Wiper Edge
G Carbide | Pitch Dimensions (mm) Edge | Applicable
T STI0P | (mm) | @d | s | ey | Iz | 6 | Type| Holder
NI R2000 ® 081015 6350 3.18/0.850.05 12| C | R216
NI R2150 [ J 1.5 6.350 |3.18|0.85|0.07| 12 | B
NI R3000 [ ] 0.8t0 2.5/ 9.525 |3.18|1.35/0.05| 10 C @ Edge honing of inserts can be enlarged for threading using NIR2000
NI R31 50 [} 1.5 9.525 (3.18/0.85/0.07| 10 B $:: gggg with pitch of 1.5mm or more, and using NIR3000 with pitch of 2.5mm
Nl R3200 ° 20 0.525 [3.18/1.10l0.11] 10 B o ::’l T}zz.t:;):;ni:or?::rr:ds.houId be within threading tolerances.
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SEC-Threading Tool Threading Process Guide

B Wiper Inserts

Bl Recommended Cutting Speeds

(Units: m/min)
Grades T1500A / T1200A
Work Materials AC225 T130A HED S
Soft Steel 150 - 200 100 - 150 70-120 120 - 180

Low Carbon
P Steel 100-170 80-130 70-100 90 - 150

Alloy Steel 90 - 150 80-120 70-100 80 -130
(M)| Stainless Steel 70 - 140 — 70 - 100 -

F68

» Cat. No. Rgzre,\?ge Pitch ?feg:l Ph:;;fs 1|2 |3 |a4|5|6|7 |89 |10]11]12]|13]14
cation
TME 100R | 16ER 100ISO-TE | 1.00mm [0.68| 5 |0.20|0.16|0.14(0.11|0.07
TME 125R | 16ER 125ISO-TE | 1.25 0.83| 6 |0.20|/0.18/0.15/0.12/0.11|0.07
TME 150R | 16ER 150ISO-TE | 1.50 0.96| 7 |0.22/0.18(0.14(0.13|0.12|0.10|0.07
= | TME 175R | 16ER 175ISO-TE | 1.75 1.12| 8 ]0.22|0.19(0.16|0.14|0.13|0.12|0.090.07
gEg TME 200R | 16ER 200ISO-TE | 2.00 1.25| 8 |0.25/0.21/0.18(0.16|0.15/0.13|0.10|0.07
§ i TME 250R | 16ER 250ISO-TE | 2.50 1.55| 10 |0.27|0.24(0.20|0.18|0.16{0.13|0.11|0.10|0.09 |0.07
,’é TME 300R | 16ER 300ISO-TE | 3.00 1.85| 12 |0.28|0.25(0.20(0.19|0.17|0.15|0.13|0.12/0.10/0.10|0.09 |0.07
2 TME 350R | 22ER 350ISO-TE | 3.50 2.25| 13 |0.30/0.27|0.24(0.22|0.20(0.18|0.16|0.15|0.14{0.12(0.11|0.09 | 0.07
= TME 400R | 22ER 400ISO-TE | 4.00 2.57| 14 |0.35/0.32|0.29(0.26{0.23(0.20|0.17[0.15/0.14|0.12(0.10{0.09 | 0.08 |0.07
8 TMI 100R | 16IR 100ISO-TI | 1.00mm |0.63| 5 |0.18/0.16(0.12|0.10|0.07
3 TMI 125R |16IR 125I1SO-TI | 1.25 0.77| 6 |0.18/0.16(0.14(0.12|0.10|0.07
= | TMI150R | 16IR 1501SO-TI | 1.50 0.90| 7 |0.20|/0.16|/0.14|0.13|0.11(0.09|0.07
3?_, TMI 175R |16IR 175ISO-TI | 1.75 1.03| 8 |0.20/0.18|0.15|0.14|0.11|0.10|0.08|0.07
é = [TMI 200R |16IR 2001SO-TI | 2.00 1.18| 8 |0.22/0.19/0.17|0.15/0.14|0.13|0.11|0.07
% TMI 250R | 16IR 2501SO-TI | 2.50 1.44| 10 |0.25/0.22(0.19|0.16|0.14{0.12|0.10|0.10|0.09 |0.07
= TMI 300R |16IR 300I1SO-TI | 3.00 1.70| 12 |0.27|0.24(0.20|0.17|0.14|0.12|0.12{0.10|0.10|0.09 |0.08 | 0.07
TUE 24R | 16ER24UN-TE | 24/TPI |0.72| 5 [0.20|0.18(0.15]0.12(0.07
g TUE 20R |16ER20UN-TE | 20 0.85| 6 |0.21|0.18/0.16/0.13/0.10|0.07
£ |5 | TUE 18R |[16ER18UN-TE | 18 0.95| 6 [0.22/0.20|0.18|0.16(0.12|0.07
3 % TUE 16R | 16ER 16UN-TE | 16 1.05| 7 ]0.22/0.20|0.17|0.15/0.13|0.11/0.07
§ i TUE 14R |16ER 14UN-TE | 14 1.20| 8 |0.22/0.20/0.18|0.16|0.14|0.12|0.110.07
°8 TUE 12R |16ER 12UN-TE | 12 1.38| 9 |0.25/0.22/0.19/0.17|0.15/0.13(0.11|0.09 |0.07
TUE 0B8R |16ERO08UN-TE | 8 2.05| 12 [0.28/0.25|0.23(0.21/0.19(0.17|0.15(0.14|0.13|0.12|0.11|0.07
3 TPE 28R | 16ER 28BSPT-TE | 28/TPI  |0.62| 5 |0.18/0.15/0.13|0.10|0.06
| 2| TPE19R |16ER 19BSPT-TE | 19 0.92| 6 |0.22/0.20|0.17|0.15/0.11|0.07
-;% ﬁ TPE 14R |16ER 14BSPT-TE | 14 1.04| 7 |0.22/0.20/0.17|0.15/0.13|0.10|0.07
e TPE 11R |16ER 11BSPT-TE | 11 1.50| 9 |0.25|0.22/0.21|0.19/0.17|0.15(0.13|0.11|0.07
* When pitch becomes smaller, decrease the cutting speed. In case of non-wiper inserts for internal threading, number of passes should be increased.
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B Non-Wiper Inserts

Cat. No. Reference | Nose | oy ) [DepthiNoot iy o gy 1 5 | 6| 7| 8| 0 |10]11 12|13 14
Appli- Cat. No. Radius of Cut|Passes
cation
1.00mm [0.65| 5 |0.20/0.16]0.12|0.100.07
1.25 0.84| 6 |0.20/0.18/0.16/0.13|0.10(0.07
TME 1020R | 16ER 102060-TE | 0.13 | 1.50 1.08| 7 ]0.22]0.20|0.17|0.15/0.12|0.10|0.07
1.75 1.22| 8 (0.22|0.21/0.18/0.16|0.15|0.13|0.10/0.07
g 2.00 1.41] 10 {0.22|0.20/0.18/0.16|0.14|0.13]|0.12|0.10|0.09|0.07
%’ 1.50mm [0.95| 7 |0.22/0.17|0.14|0.13/0.12|0.10{0.07
1.75 1.14| 8 |0.22|0.18/0.16/0.15/0.14|0.12|0.10|0.07
2 TME 1530R | 16ER 153060-TE | 0.20 |2.00 1.33| 9 |0.25/0.20/0.18|0.16(0.15|0.13/0.10/0.09|0.07
é 2.50 1.71] 12 |0.25|0.22/0.19]0.17|0.15|0.14]0.13/0.12|0.10|0.09|0.08 |0.07
2 3.00 2.09| 14 |0.25|0.22|0.20(0.20|0.18|0.17|0.15/0.14/0.14/0.10|0.10|0.09|0.08(0.07
= 1.00mm [0.59| 6 |0.16/0.12|0.10|0.08|0.08/0.05
8 1.25 0.75| 7 |0.16/0.14]0.12|0.10/0.10/0.08/0.05
3 TMI 1020R | 16IR 102060-TI | 0.06 | 1.50 0.92| 8 |0.18/0.15/0.14/0.12|0.10(0.10|0.08|0.05
1.75 1.08| 9 (0.18/0.16/0.14|0.13|0.12|0.12/0.10|0.08(0.05 g
g 2.00 1.24| 10 {0.20|0.18/0.15/0.14|0.12|0.12|0.10/0.10/0.08|0.05 %
%’ 1.50mm (0.91| 8 |0.18/0.14|0.14|0.12|0.10/0.10/0.08/0.05 g

1.75 1.07| 9 (0.18/0.16/0.13]0.13|0.12|0.12|0.10/0.08(0.05
TMI 1530R | 16IR 153060-TI | 0.09 | 2.00 1.23| 10 [0.20/0.18]0.14|0.14|0.12/0.12/0.10/0.10/0.08|0.05
2.50 1.56| 12 {0.20|0.18/0.16|0.16|0.15|0.13/0.13/0.11|0.11]0.10|0.08|0.05
3.00 1.88| 14 |0.22|0.20/0.18/0.18{0.16|0.16|0.14/0.14|0.10|0.10/0.10|0.08|0.07|0.05
20/TPI  |0.80| 6 |0.20/0.17|0.15|0.12|0.09|0.07

2 19 0.84| 6 |0.20/0.18/0.16/0.13|0.10|0.07
% TWE 2416R | 16ER 241655-TE | 0.13 [ 18 0.90| 7 |0.20|0.18/0.15/0.12|0.10|0.08|0.07
= E 16 1.03| 7 ]0.22|0.20|0.17|0.15/0.12(0.10|0.07
% Ij:?j 14/TPI 1.07| 8 |0.20|0.17|0.15/0.14|0.13|0.12|0.09|0.07
= 12 1.29| 9 ]0.22|0.20/0.17|0.15/0.14|0.13|0.12|0.09(0.07
En_) TWE 1410R | 16ER 141055-TE | 0.23 | 11 1.43| 10 (0.22]0.21/0.18|0.16/0.14|0.13|0.12|0.11|0.09|0.07
10 1.60| 11 10.22/0.21|0.18/0.17|0.16|0.14|0.13|0.12(0.11|0.09|0.07

* When pitch becomes smaller, decrease the cutting speed. In case of non-wiper inserts for internal threading, number of passes should be increased.

M Shim Selection For LTE Type Holder

B=3°(Shim LSTEQO-2) p'=2°(Shim LSTEQO-1' Section A-A
l ./ Screw Groove
Dificultto-Maching Area —
4.0+ B=3°,
i p=2 A \ B
30 —
7 p=1° AL /7N A nsert /
£ (Standard Shim LSTEOO-1) T v
S20r / J— B
s . /S | T |
T Shim
10 | e T
[ Lead Angle
0 16 26 36 4‘0 5;0 éo Standard Shim for LTE come with 5= 1°
. . . B =2°, 3° shims are sold separately
Effective Diameter of Threading Hole (mm) STE and STI Type holders do not come with shims.
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