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@L-Hainimm o

Threading Insert Identification System
16 E R -15 ISO
il

IRRE VAISE: 5N alapsl= 3 B FRE
Insert size Type of Insert Hand of Insert Pitch Thread Standard

B 7~ K€ Insert size TR BYTN Type of Insert ~ J)/ /5@ Hand of Insert

L& Sign AEE IC L& Extemal AR Internal

£25% Sign §7Jr-‘;75|6] Hand of insert| &23% Sign EJJ}'-‘.'HIE-] Hand of insert
i 1 P  sEIR
N - ER i Right Hand Insert IR Right Hand Insert
- - L oEER EFTIE
IR i  Left Hand Insert ER Left Hand Insert
= b Pitch
SSEEE ¥ Full Profile EBRABIT Partial Profile
mFl TPI % Code 3l TPI
0.35~6.0 72.4 A 0.5~1.5 48~16
AG 0.5~3.0 48~8
G 1.75~3.0 14~8
N 3.5~5.0 7~5
Q 5.5~6.0 48~4

S 742 % Thread Standard

o3¢ Sign TR EH Full Profile o8 Sign ST EH Full Profile
60° ASI@E Partial profile 60° UN H—BRE American UN
. e TR BSW : BEMHETRE .,
55 BB Partial profile 55 W BSP : BMT{TEEE Whitworth for BSW, BSP

ISO ISO Metric NPT

A51
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1| EC400

Threading Carbied Grades

M EEAEREY)  WENEESEMH L - EITRENPYEE - BREH - THRRANSKSEN—RMI -
An advanced PVD TiALN coated grade over a tough wear-resistant submicron substrate for general purpose machining
of steel ~ stainless steel ~ super alloys.

I BEJ758

ERRRBINERS T L#TPVD TIALNZE » BARMIEA - #8408 (HRC30-50) FHE1L 88 (HRC50-55) o
PVD TiALN coated over tough submicron grade for machining steel, hardened steel (HRC30 up to HRC56) and hardened
castiron (HRC50-55).

GMg ZIZIXIAIAXZIZ|Z ac
rdae A <
HEEEEEEEE 8
EC400 ;
Coated
BEJ758
Selection Base On Helix Angle Anvils
DALl $BREA Thread Helix Angle
Holder : : :
Type 4.5 3.5 2.5 1.5 0.5 0 =06 A5
ER/IL ES16+4.5ES16+35 ES16+2.5ES16+1.5.ES16+05; ES16-0 | ES16-05 ES16-1.5
IR/EL 1S16+4.51S16+3.5:1S516+2.5 {1S16+1.5:1S16+0.5} 1S16-0 | I1S16-0.5 i IS16-1.5
ER/IL ES22+4.5:ES22+3.5iES22+2.5:ES22+1.5iES22+0.5: ES22-0 { ES22-0.5: ES22-1.5
IR/EL 1S22+4.5:1S22+3.5 i 1S22+2.5 | IS22+1.5 i 1S22+0.5 | 1S22-0 i 1S22-0.5 | 1S22-1.5
ER/IL ES27+4.5:ES27+3.5:ES27+2.5:ES27+1.5:ES27+0.5! ES27-0 | ES27-0.5:ES27-1.5
IR/EL 1S27+4.5 : I1IS27+3.5 : IS27+2.5 : IS27+1.5 | IS27+0.5 : 1S27-0 :I827-O.5 1S27-1.5
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Machine Conditions

ZE FREE
HB Coated Uncoated
156 TRaEE) B EC400 BEJ758
Hardness
R23FFE Cutting spee D M/Min
ﬁoﬁffgléy%sg? free cutting steel 130 80-120 80-120
EHSLM Low carbon alloy steel 200 80-120 80-120
SAa 2 M High carbon alloy steel 240 60-90 60-90
FETRH Heattreatedsteel 400 60-90 60-90
T~ 5828(303,304,316) 300 stainless steel 200 70-100 70-100
T $83(420,440) 400 stainless steel 240 50-80 50-80
17-4 PH, 15PH, 18-8MO PH 400 40-60 40-60
THE& - ### Tool steelcast steel 270 80-120 80-120
i SC490 270 80-120 80-120
K iRy FC300 270 80-120 80-120
iR FC400 270 80-120 80-120
£8 Wrought aluminum(2024,6061,7075..) 80 150-200 150-200
#82=2 Cast aluminum 90 120-160 120-160
f?)ﬁ)fr scns;%%er alloys:brass, bronze, 100 100-150 100-150
FER Noo e, Rutter popoins 20300 | 200300
#k &3 Alpha-beta alloys: TIBAI4V /a -3 350 30-60 30-60
ﬁc%ri?hastelloy, waspalloy, kovar 300 30-60 30-60
ﬁ;%iﬁperature alloys:iron based:incoloy 270 30-60 30-60
85EE Hardened steel HRC56 20-45 20-45
252iR#E Hard ened cast iron HRC50 20-45 20-45

A53
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0.D Metric Threads

BNILEDR : mm
Cutting depth/time(mm)

0.75 0.48 02410.12i0.07:005
1.00 0.64 0.25:0.15:0.11:0.08 005
1.25 0.80 36.25 0.15:0.12{0.09:0.08 0.06 { 0.05 i ' 5
1.50 0.92 0.28i0.15{0.12:0.10i0.09}0.070.06:0.05 Ty
1.75 1.10 (0.28{0.15:0.12{0.10:0.10{0.090.08$0.070.06 0.05 | i
2.00 126 0.30i0.16:0.13 0.10'0.09150..'09 0.08:0.07}0.07 o.oejo.oego.osg : ‘
2.50 157 $0.38:0.19:0.15:0.10:0.10:0.09:0.09 : 0.08  0.08 0.07}0.07}0.06%0.06}o.os'g
3.00 1.87 $040i022:0.15:0.13{0.12{0.10:0.10{0.09:0.09:0.08 {0.08:0.07 | 0.07: 0.06 | 0.06 } 0.05
I.D Inch Diameter Threads BNIDER : mm
‘Cutting depth/time(mm)
!;_ ! l . ) ] ]
8 2.00 :0.40:0.25:0.19:0.16:0.14:0.12:0.11:0.10:0.09:0.08 0.07 { 0.07 | 0.06 | 0.06 : 0.05 : 0.05
9 1.78 :0.38i0.20i0.13:0.12i0.11:0.10:0.10 0.09: 0.09 0.08}0.08'0.07.0.07‘0.06'0.05 0.05
10 160 :0.38i0.20{0.15:0.12:0.10:0.09:0.09:0.08 : 0.08 0.0730.07 0.06 | 0.06  0.05
11 1.46 $0.30i0.18/0.13:0.12:0.11:0.10:0.08:0.08:0.07 0.07: 0.06 { 0.06 { 0.05 { 0.05
R 134 10301018013:0.1210.11:0.10:008:0.08:007:006:005:005: | ¢ |
13 1.23 i0.30i0.18:0.13i0.100.08:0.080.07 i 0.07  0.06 } 0.06 i 0.05 : 0.05 |
14 1.15 10.280.15:0.1210.100.10;0.09:0.08:0.07} 0.06 | 0.05 | 0.05
46 | 1.00 i028/015010i009i008i007;007 006 005i005] | . . | i
18 0.89 :0.26:0.15i0.12:0.10:0.08  0.07 0.06 0.05
20 080 1026i0150.10i000i008i007i0.05% ¢ i . i i i i i |
24 067 i025i0.19i0.12:0.06:0.05
28 0.57 :0.25{0.17:0.10:0.05}
32 050 io024io1aioorioosi | ¢ i i i i i 1 i 0 i
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'ER/IR

OREFHTZ
@Standard Stocks

@S EHIEIRE - WEEEE:H !
@We could provide inserts for other specifications,

please comtact us!

® MENRB-ETA04T
Grade Ref.Page-A04

© il B2 > B2 A06-A08F
Chipbreaker Ref.Page-A06-A08

& tHIKRMH-EZA098

Cutting condition Ref.Page-A09

o

* {BRPEIEHE OMREEMEHE
* Sell in China only

©Sell in Taiwan only

y gl

06IR-0.5-1ISO

06IR-0.75-1SO 0.75 1.85
06IR-104S0 | 1 :185
06IR-27-NPT 27 185
06IR-19W 19 185
06IR-28W i 28 | 1.85
06IR-AS55 E0.5-1.5é 1.85
06IR-A60 0.5-1.5{ 1.85
B
08IR-1.0-1SO 1 224
08IR-0.75-1SO | 0.75 : 2.24
08IR-AB0 0.5-1.5! 2.24 i
MERIRO5ISO | 0.5 | 3.05
11IR-0.75-1SO 0.75 i 3.05 |
1 3.05 :

11ER/IR-1.0-ISO

125 |

11ER/IR-1.5-1ISO

11IR-1.75-1ISO

11IR-2.0-1ISO

11IR-14-BSPT

11IR-14-NPT

11IR-14-UN

i 05

£ 1.85 |

ZEEESE
Carbide Coated

S e T P

1.5

175 |

2

14

14

14

3.05

3.05
3.05 |
305
308
3.05

1 3.05 |

4 232
4 232
4 232
4 232
4 | 232
4 232
4 232
5 257
5 {2567
5 {257
5 {257
6.35 | 2.8
6.35 | 2.8
6.35 | 2.8

a5 |
635 |
6.35

6.35 |

2.8

2.8

2.8

2.8

2.8

2.8

2.8

%

ad
etk Shape

MIR-16UN  : 16 :3.05 ; 6.35
HERIRABUN | 18 | 3.05 | 6.35 |
11ER/IR-14W 14 1305 6.35
11ER/IR-19W 19 | 3.056.35
11ER-28W 28 1305  6.35
11ER/IR-AS5 20.51.5 3.05 | 6.35 |
11ER/IR-A60 50.5-1 5i 3.05 : 6.35
16ER/IR-0.35—ISO§ 0.35 | 3.52 {9.525
16ER/IR-0.4-ISO§ 04 i 3.52 {9525
16IR-0.45-1SO 0.45 : 3.52 .9.5255-
16ER/IR-0.5-ISO 05 | 352 :9.525§
16ER-0.6-1SO 0.6 : 3.52 {9.525
I6ERIR 07150 | 0.7 352 19525
16ER/IR-O.75-ISO§ 0.75 | 352 {9.525
16ER/IR-0.8-1SO 0.8 3.52 :9.525;
16ER/IR-1.0-1SO 1 3.52 9.525?
16ER/IR-1.25-ISO§ 1.25 3.52 E9.525§
16ER/IR-1.5-1SO 15 3.52 :9.52533
16ER/IR-1.75-ISOE 1.75 3.52 9525%
16ER/IR-2.0-1SO 2 3.52 9.5255
16ER/IR-2.5-1SO 2.5 3.52 9.5253?
{6ERIR3.0S0 | 3 | 352 {9525

ERIR
{0)

ZEEESE
Carbide Coated

2.8

2.8

2.8

2.8

2.8

28

4.4

44

4.4

4.4

4.4

4.4

4.4

4.4

4.4

4.4

44

4.4

4.4

4.4

4.4

% HETE -

% Continued on next page.
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'ER/IR s
OREFZ * ERPEHEHE OWRAMIMERE

@Standard Stocks * Sell in China only ©Sell in Taiwan only

@R HH LIS - WBKREEH !
@We could provide inserts for other specifications, ad
please comtact us!

® MENRB-EEAME
Grade Ref.Page-A04

@ BiAI SR - 22 A06-A08F

Chipbreaker Ref.Page-A06-A08 Z2EEEIS ZEEESL
& tDEEM - B2 A09T Carbide Coated Carbide Coated
Cutting condition Ref.Page-A09 fizik Shape

215 Model No ,fﬁff} - E15% Model No <o m—
L3 | 9 -

16IR-8-ACME _352 9.525! 44 @ 16ER/IR-16- UN 16 | 3.52 39.525;
16ER-12-ACME P12 %3.52 9.525; 44 @ 16ER/IR-8W 8 352 9525 4.4
I6ERIR-11BSPT 11 53.52 9.525{ 44 @ ® 16ER-10W 10 53_52 9525 44
16ER/IR-14-BSPT 14 53.52 9.525: 44 @ ® 16ER/IR-11W 1" 3.52 9525 44
16ER/IR-19-BSPT 19 53.52 9.625: 4.4 16ER/IR-12W 12 3.52 9525 44
16ER-28-BSPT | 28 §3.52 9525 4.4 16ER/IR-14W 14 23.52 9525 4.4
IEIRB-NRT 8 53.52 9.525; 4.4 ®  16ER/IR-16W 16 23.52 9525 4.4
16ER/IR-11.5-NPT 511.5 53.52 9525 44 @ ©® 16ER/R-18W 18 3.52 59.525: 4.4
16ER/IR-14-NPT 14 53.52 9.525: 44 @ ©® 16ER/R-19W 19 3.52 :59.525 4.4
1GER/IR-14-NPT-<02R)§ 14 53.52 9.525{ 44 @ 16ER/IR-AB0 0515 862 59.525 4.4
16ER/IR-18-NPT 18 E3,52 39.5255 44 16ER/IR-A55 05-15 3.52 59.525 44
Ik el 8 35219525 4.4 16ER/IR-AG55 0.5-3 3.52 ;?9.525 4.4
16ER-10-UN 10 {3.52:9.525; 4.4 16ER/IR-AG60 ;0.5-3 3.52 359,525 4.4
U 11 13.52/9.525; 4.4 16ER/IR-G55 1753 3.52 %9.525 4.4
16ER/IR-14-UN 14 §3.52 9.525; 4.4 16ER/IR-G60 1753 3.52 39_5255 44
feERdR-iau 16 53.52 9.525: 4.4 22ER35|SO3546512755 ................
IRBEIRAEUN 18 53.52 9.525; 4.4 4 4.65 127 ;| 55

16ERIR-20-UN | 20 |3.5219.525 4.4 20ER-451S0 | 45 | 465 | 127 | 55
16ERIR24.UN | 24 |352i9525! 44 @® ® 22IR504S0 . 5 465 127 @ 55

16ER-28-UN 28 53.52 9.525! 4.4

16ERIR-12UN 12 (3529525 4.4 @ ® 22ERIRNS5 355 465 127 @ 55

(]

([

(]

22IR-7-UN 7 54.65 127 55 =
: i . . .

®

16ER/IR-14-UN | 14 |3.52i9.525} 4.4 22ERIR-N60 355 465 | 127 | 55
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SE 9MBIRINEE 7% SE Threading Tool Holder

& crain’ ........ . IR

SE smeimas= (R)Right Hand Show S-Type
RI5HR .
Clamping Type B Fig
S-Type
o\ }
W& Dimension(mm)
wE W8 A =E Iff DR Im#d g’:‘“ sjl;ﬁ Sm s?rﬁ %ﬂﬁ:Lﬁlﬁﬁ
Stock Bl RE 2R ®HE &/BE Ise [, B ew Wrench Wrench
ERAEFR Model No 2
RL HB LH LF WF HF wad) wn | TP Lohl
SER/L-1010K16 @ |(@®| 10 | 20 [ 125 | 14 10 [16ERIR| - - | ¢S | - T-15 -
SER/L-1212K11 (@ |@®| 12 | 20 | 125 | 16 12 MERIR| = R T-10 -
SER/L-1212K16 @ (@| 12 | 20 | 125 | 16 12 [16ERIR| = - | ¢ss | T-15 =
SER/L-1616K16 (@ | @| 16 | 25 | 125 | 20 16
SER/L-2020K16 (@ @ 20 | 25 [ 125 | 25 | 20 cs CS6-
16ER/IR| AE16 | Al16 26115 | 0308 T-15 | LW025
SER/L-2525M16 (@ | @| 25 | 27 [150 | 32 | 25
SER/L-3232F16 @ @®| 32 | 27 | 170 40 | 32
SER/L-2525M22 (@ | @®| 25 | 27 (150 | 32 | 25 cs Cs6-
22ER/IR| AE22 | AI22 T-15 | LW030
45115 | 0406
SER/L-3232P22 (@ @®| 32 | 27 | 170 | 40 | 32
ESE SMBIR#EE J)48 ESE Threading Taol Holder
BIFTm % i an ow
ESE aamimast77(R) Right Hand sh
RZRAR —an
Clamping Type Eif% Fig
Ui Dimension(mm)
GBE W8 UE &g I R NE BA B ER RBR FRIGKFLIARS
EEE Model No Stock =8 EE = EBEE =E Irt Shim Shim Screw Screw Wrench Wrench
RL HB LH LF W HF (O bee) g | (] Lt
ESER/L-1616K16 @ @®| 16 | 25 | 125 | 20 | 16
ESER/L-2020K16|@ @| 20 | 25 [125| 25 | 20 cs CS6-
16ER/IR| AE168 | Al16 35115 | 0308 T-15 | LW025
ESER/L-2525M16/@ |@| 25 | 27 [ 150 | 32 | 25
ESER/L-3232P16|@® |@| 32 | 27 [ 170 | 40 | 32

@16ER : EF IR - Right hand insert

@16IR : £F JJA e Left hand insert.

SE IMBIRIET) « ESE IMBIR4E )42 — TURNING TOOL HOLDER IMEEET] |

Cc4a7



MTT .
| @CHBIH wHEtHIT R

EWTI EWT1 SMBIRIIE ISR EWT1 Threading Tool Holder
FEMTMAREFT (R)Right Hand Show

&8 Fig M-Type
Fig 1
&)
o H .
g
Fig2
W ©
LH
Y& Dimension(mm)
wE 8 DB e T N DA EBR &R RIRFLIRFT BE
ESRE Model No Iﬂ Stock BxE ®E =2$E TE BE In Screw Wrench Wrench Spring
"RL e H F w b ) ) wma T A Ll
EWT1R/L-1616K4N 2 @ @ 16 | 21 [125 16 16‘ CDs-
EWT1R/L-2020K4 | 1 (@ @ 20 | 32 (125 | 25 | 20 :/1;3 sLm %20 | 115 |Lwoso | s
EWT1R/L-2525M4 | 1 @ @ 25 | 27 \150 32 25| =

@16ER : EFJJF - Right hand insert

@16IR : £FJJH © Left hand insert.

C48 | TURNING TOOL HOLDER 3)MEEET) —EWT1 IMBIRINEE ISR



Carbide Threading Boring Bar Series

_nmnﬁ Steel Shank

SIN /5!

BRGMMETIR - AIRESHAY - TUEERENTRIREBRWAUER -.
Threading Boring Bar with Carbide shank with high rigidity show better

performance on anti-vibration and stabilize the thread size and shape

while the processing.

532 cosaerr SINR-0016-16- 150

CIN 25l 2®M7%  MMIRME - ERMIRT
, RERRIFRENEEE
Carbide Shank High rigidity adapts
perfectly to enhance the high accuracy on
size, shape, and surface while processing.

ﬁﬁﬂnﬁ Alloy Tool Steel

HIN 33
#ARAE - MARREY - BEERENIRYT
I MEBRIRERAMMNL -
Coolant Thru Spindle Design Threading High rigidity show better performance on anti-vibration,
Boring Bar Series stabilize the thread size and shape while the processing.

H72 | BNORING BAR RA{REsT)— AEIRALET)



FEBRARAEFD(R)
Right Hand Show

Internal Threading Tool

Fig1 DMIN
TP
e ie
- Wi LF LH
HDCON

(5)=1
Shank

b

CON

EBEINR Model No

=)
Fig

B
Stock IITE =E BEE

R LDMIN H DCON LH

@L‘Hain‘“ coebtod g ook

S-Type

Q@A : TIRINEHK S Steel Shank With Oil Hole

OC : &F5WJIH Carbide Shank

@S : —%RIHA Steel Shank

@H : REFJIIA Alloy Tool Steel

@H-0 : EEAMDINPIVEZKT Alloy Tool Steel Shank With Oil Hole

'3 Dimension(mm)

=)

718

T OBE T BM 0K WME SE B s WE LA
FE =2F EE #B/A Inset Shim Shim Screw Screw wF |/F

WrenchWrench

LF WFGAMF&'CI;T/Q

SNRO005H-06 (] 8 | 1112 10 [100| 3.7 | 22 | o6IR cs20| — | 6 | -
SNR0008K-08 o 9 |15 16 | 15 (125/4.2| 22 |08R | — - |es2| - | 7 | -
SINR/L-0010-11-125| 3 ® 13| 9 [10| — [125] 7 | 20

gl = | = |esso| = | w0 | -
SINRIL-0012-11-125| 3 |@|®@ 15| 11 |12 — |125 8 | 20
SINRIL-0016-16-150| 3 |@|®@| 20 | 15 | 16 | — (150/10.9 18 |ec| — | — |Cs3s| — | w15 | —
SINRL1210-11 | 2 |@/® 12| 9 |10 25|150| 6 |20
SINR/L-1012-11 | 2 |@|/® 12| 11 | 12 | 25 |150 5.8 | 20

|R1,1ER — | — |osso| — | 10| —
SINR/L-1216-11 | 2 |@|/® 12| 15 16 25 |150| 6 | 20
SINRL-1516-11 | 2 |@|/® 16 | 15| 16 | 30 |150 7.5 | 15
SINRL-1616-16 | 2 |@®|® 16 | 15| 16 20 |150 8 | 18
SINRL-2016-16 | 2 @ @® 20| 15 16 | 20 |150| 10 | 15
SINRIL-2420S-16| 2 |@ @ 25| 18 20 | 20 |180(12.3| 15
SINRL-30255-16 2 @ @ 31|23 | 25 25 |200| 15| 15

CS35 | CS

SINRIL-37325-16 2 |@® ®| 38 | 30 | 32 | 45 |250 18.5 15 |jjen| A6 | AEts| > | "= | w15 |Lwozs
SINRLL44403-16| 2 (@@ 45 | 37 | 40 60 |300/22.4 15
SINRL-5450S-16| 2 |®|® 55| 47 | 50 75 |350/27.4| 15
SINRL-30255-22| 2 |®/® 33| 23|25 25|20016.2 15
SINRL-37325-22| 2 @®®| 39 |30 3245|250 19|15 | | |-

IR/ER Al22 | AE22 115 b4EE T-15 |LWO030
SINRL4740S-22| 2 (@@ 48 | 37 | 40 | 60 |300(23.9| 15
SINRL-5750S-22| 2 |@®® 58 | 47 | 50 | 75 |350(28.9| 15

S-SIN R{BIRIEET) —BORING BAR XEEJR | H73



®
@Clﬁﬂﬁﬁ@ﬁﬂﬂﬁ

PR ERT]

Internal Threading Tool
Figi DMIN

GAMF

Rew Arrlval

FEMMAEFI (R)
Right Hand Show

J
l

Fig2 ,DMIN

Bp——=i=

«@— Ee—1F +=—}|pcon "
WF kit LF 1H]

f——

DCON @4 : @K Steel Shank With Ol Hole

OC : S{#/JA Carbide Shank

Figy DMIN

@S : —#SRJJHE Steel Shank
\_ - | == ] OH : HETJIM Alloy Tool Steel
5] ) r [DCON
L F E ——Jl OH-0 : EEMDWRINEK Alloy Tool Steel Shank With Oil Hole
GAMF
T'3& Dimension(mm)
EE OB JHE Y DE % IF EA 0K B BE B4 s RE LT
M8 momesvodelne B Stock NIE BE E® EE 2R ®E KR hset Shm Shim Screw Screw MF W #F
Shank Fig 2 =
RLDMN H DCON LH LF WF GAVF (&b s &M A
@DHNRO00SH06 | 1 |® | 8 | 11| 12|12 10037 22 owk| - | - |cso| - | ™ | -
@‘pHNROOOSK-OB 1@ | 915 16 21(125/42|22 |o8R| - | — |cs22| = | ™7 | —
@HINR/L-OO10-11-125 3 13| 9 (10| — |125] 7 |20 |
IREER = - |CS30| - T-10 -
@HlNR/Lmu-ﬁ-ms 3 15|11 |12 | — [125| 8 | 20
CHHNRIL00B18150 3 20 | 15 | 16 | — [150(10.9| 18 || — | — |csss| - | w5 | -
MHINRL-1210-11| 2 |® |12 | 8 | 10| 25 [150| 6 | 20
pHINR/L-1012-11) 2 |@®| |12 | 11 | 12|25 |150 5.8 20
RER = = CS30 = T-10 =
EYHINRIL-1216-11| 2 |® | 12| 15| 16 | 30 (150 6 | 20
GyHINRL-1516-11| 2 (@ | 16 | 15 16 | 30 |150| 7.5 | 15
@HlNR/L-1616-16 2 |® |16|15|16|30|150| 8 |18 | .
H wer| ~ |~ |css| - | ms| -
@DHINRIL2016-16 2 |® | 20 | 15| 16 | 30 |150| 10 | 15
@HlNR/L-mos-w 2 |® | 25|18 | 20 32 (180|12.3| 15
HINR/L-30255-16] 2 |®| | 31|23 |25 38 |200| 15 | 15
€ 30 16 Al16 | AE16 e [eae T-15 [LWO025
WHINR/L-3732S-16| 2 38 32 | 48 (250|185 15 | dsie lgags | *
HINR/L-4440S-16| 2 45 | 37 | 40 | 60 | 300(22.4| 15
AWHINR/L-54505-16| 2 55| 47 | 50 | 75 |350/27.4| 15
HINR/L-30255-22| 2 33 23 | 25 38200162 15
AWHINR/L-37325-22| 2 39 | 30 | 32 | 48 |250| 19 | 15 | ,, e llesa
Al22 | AE22 T-15 |LWO030
IREER 45115 | 0406
HINR/L-4740S-22| 2 48 | 37 | 40 | 60 | 300(23.9| 15
WHINR/L-5750S-22| 2 58 | 47 | 50 | 75 |350/28.9| 15

| BNORING BAR Pi@EST) —H-HIN AfSiRie)




B
@c ”ain Echaintocl cutting tools

& LM TEFRREFI(R)
New Arrlval Right Hand Show

'-.'Tfr oy
+HDCON H-O p—
_ | i

OA : TPRPIMNEHK S Steel Shank With Oil Hole

OC : FFHIH Carbide Shank

@S : —f5RJJ4% Steel Shank

@H : RERTIM Alloy Tool Steel

OH-0 : EERMIAFINTEK Alloy Tool Steel Shank With Oil Hole

HIN-O

AR EIKIRAE T

Central Coolant Internal Threading Tool
Fig1 pMmIN

3% Dimension(mm)

ZE RN IS MR DB B T &G OK B B BW Wk RE
1= BEREISE Model No EHFE stockIIIE BE BE RE =& RBE @8 Insert Shim Shim Screw Screw  &F '&;

Wi hWrench
i P9 RLDMIN H DCON LH LF WF GAMF ) O\ Oy ¢ P T renc mn

EDHNRLO010-11-1250 2 /@ (13 9 10| - 125 7 (20
' wer| = | - €5 - |0 -
€DrHINRIL0012-111250| 2 |@ |15 11 12| - |125| 8 | 20
@HlNR/L-oo1s-16-1so-o 2 ® |20|15|16| — (150|108 18 | 2| — | — |os3s| — [T15| -
@D HNRL1210-11-0 | 1 @ | 12| 9| 10|25 100 6 |20
€D HINRIL-1012-110 | 1 12|11 12 25 (125 58|20
| wer| | oS0 = |0 -
€D HINRIL-1216-11-0 | 1 1215 16| 30 |150| 6 |20
€D HINRIL1516-11-0 | 1 @ | 16 15 16 | 30 150 75| 16
€D HiNRIL-1616-160 | 1 @ | 16 15| 16 |30 150 8 |18 |
| IRER = - |CS3%| — |T156| —
H-€3 HINRL-2016-16:0 | 1 ® | 20|15 16|30 |150 10 | 15
O @HINRIL-24205-180| 1 @ | 25 |18 20 | 32|180/12.3 15
& HNRIL-30255-16-0| 1 |® | 31 23 25|38 200 15 15
16 CS CS6-
HINR/L-37325-16-O | 1 38 | 30 | 32 | 48 |250\18.5 15 | | A6 |AE16| | aog | 71 [WO25
HINR/L44405-16-0 | 1 45 | 37 | 40 | 60 300 22.4) 15
HINRIL-54508-16-0 | 1 55 | 47 | 50 | 75 |350(27.4| 15
€D HNRL-30255220 1 ® | 33 23| 25| 38 200(16.2 15
€ HNRL-37325220| 1 @ | 39 30 | 32|48 250 19| 15 | ,, = les.
IRER Al22 | AE22 Pl - T-18 [LWO030
HINRL47408-22-0 | 1 48 | 37 | 40 | 60 30023 15
DHINRIL-57508-22-0 | 1 58 | 47 | 50 | 75 |350(28.9) 15

@ER : 5F 7R ° Right hand insert.

OIR : £FJJK © Left hand insert.

O 1AM E et RRH4 @Shank Type detailed description Page-H4
OEMT AE—»EEM04I-MOIT @Sleeve refer Page-M04-M09

S-Type



S-Type

H76

®
& crain’ sz 0n 5

CIN
PORIRARET]

Internal Threading Tool
Fig1

DMIN

ﬁnﬁﬁ/ﬁ  Fi FEATAREFD(R)

New Spscification Arrival Right Hand Show

-[DCON

|

B

OA : FIRIVHK S Steel Shank With Oil Hole
OC : F5HJIHA Carbide Shank
@S : —sRJIH Steel Shank
@H : RERTIM Alloy Tool Steel
OH-0 : EEADIBRIVEZKI Alloy Tool Steel Shank With Oil Hole

34 Dimension(mm)
w8 @) % @3 @ 8% I @A K G DURS
PR EmmmpuccelNo % Sk NI® RE EE RE =E EE WA s Soew Weench
- ® R L DMN H DCON LH LF WF GAWF &
(@)CcNRoOOBK08 | 1 (@ | 9 | 15 | 16 | 15 | 125 | 42 | 22 | R | cs2 | W7
@ciNrR-0006-06 | 2 8 |55 6 | — | 110 | 4 | 22 | 06R |cs20 | TS
@ciNrR-0008-08 | 2 9 | 74| 8 | - |125| 5 | 22 | or |csz2 | T7
C :

CINRIL-0010-11| 2 15 |94 | 10 | - (150 | 7 | 20
IR | ©S30 | T10

CINRIL-0012-11| 2 17 (14|12 | - |150 | 8 | 20
CINR/L-0016-16| 2 22 | 15 | 16 | - | 150 [ 109 | 18 | gjer | CS35 | T15

@ER : 5FJJA ° Right hand insert.

@R : ZFTJF - Left hand insert.

O AN BERFESHA

@Shank Type detailed description Page-H4

OEHE R~ 2EM04-M09g
@Slceve refer Page-M04-M09

| BNORING BAR AfE&57] —C-CIN (BIRIEET]



WAL HEHI TR >BSPT-55° REFEHEIRAHTI A

W22y 5% J1F Thread Milling Inserts

© L5 Good recommendation

DAERING

BE TR

SINGLE SIDE USE

M. SMBLERER
RS T RMI

same insert to
brocess external
and internal
thread

12%% 12 6 2.38 (0) —B&HERE General recommendation
14%% 14 | 7.5 | 3.1 4 ©

21%% 21 12 4.7 WIREFE |[RBHN ©

Sl 30 16 5.5 lr'gi?r:rar:ended %%9{ ©

40%* 40 20 6.3 5E6LRE ®)

12-19BSPT 19 Ol 0O SRO0**12 (7)) 07
14-19BSPT 19 () O SRO0**14 (B 7]) 07
14—14BSPT 14 e | O SR0020%14-2 (W 7] ) | 09
21-14BSPT 14 ® | O SROO**21 (#7]) 07
21-11BSPT 11 ) O SR0030%21-2 (7)) | 09
SR0063C21-5 (J]#) | 10
30-11BSPT 1 ® | O SRO0**30 (7)) 07
SR0040%30-2 (W7]) | 09
SROO**0-4 ( T ) 10
40-11BSPT 11 SRO0**40 (7)) 07
SRO050M40-2 (W 7] ) | 09
SRO0**40-4 ( J1#&) | 10

@ F&ERE (E#)  Standing stock

O dEE&E7 Extraordinary stock

mj
=
e
i
X
_Bg_‘k-




ZEATEEEI TIE ONPT-60° £EFREREIBLNGTIE oy

1 B248ET] 7 Thread Milling Inserts
= o
o _ @ {t5#EF Good recommendation
12%% 12 6 2.38 (Z) —H&HE%E General recommendation
14%% 14 | 7.5 | 3.1 4R @)
21%* 21 12 4.7 MB3EE [T ©
305 30 | 16 | 5.5 |l ol © 1
40%* 40 20 | 6.3 5ELE &)

12-18NPT 18 SROO*k12 (EAT]) 07
14-18NPT 18 SRO0**14 (7)) 07
14-14NPT 14 SR0020*14-2 (¥ J] )| 09
A SMELEE A 21-14NPT 14 SROO**21 (E277]) 07

ARSI RMT 21-11. 5NPT 11.5 SR0030%21-2 (7] ) | 09

SR0063C21-5 (JJ&) | 10

same insert to

o0 00000
O|0] |O|0|I00|O

BEER brocess external 30-11. SNPT 1.5 SRO0**30 (7)) 07
SINGLE SIDE USE | 070 30-8NPT 8 SR0040*30-2 (W J]) | 09
e hread SRO0**30-4 ( JJ#&) | 10

40-11. 5NPT 11.5 SRO0**40 (EJ]) 07

40-8NPT 8 SRO050M40-2 (7] ) | 09

SRO0**40-4 ( J1£%) | 10

@ &R () Standing stock (O FEEZETR Extraordinary stock

;5
=)
= o
£ Ik
: =
A
% m




BRLT I T B SPe-80° fEARANSZIBLIET] DROQIRE

W22y 5% J1F Thread Milling Inserts .
DIN40430 =
5‘1\4
1 2%k 12 6 2. 38 () —MgHE#E General recommendation 7/\,)5;\/58&}\,\
14%% 14 | 7.5 | 3.1 i © -
21%* 21 12 4.7 MREFE [LEHH © ('{)w )
terial
30k 30 16 5.5 gicfr:;ended %%9{ © A i
40%% 20 | 20 | 63 BELE ©
14-18Pg 18 [ ) SROO**14 (ET]) 07
M. SMELE =R SR0020%14-2 (X 71) | 09
EHAESTIAmMLT 21-18Pg 18 SROO**21 (7)) 07
, 21-16Pg 16 o SR0030%21-2 (W71 ) | 09
same insert to SR0063C21-5 (J1#) | 10
WEER brocess external
DOUBLE-SIDE USE  [and internal 30-16Pg 16 SRO0**30 (7)) 07
thread SR0040%30-2 ( W77 ) | 09
SROO**30-4( JJ&&) | 10

@ F&EREF (E#) Standing stock (O FEE&ETR Extraordinary stock

RS EITIR

06



BRATSERITI R > IR TIHT VROQILG
W22 5% JIAF — BB J]BY  Single insert toolholders

S700L ONITIIW ONIQYIHHL

HIFARITJEfN (DIN1835-B) I P20
=
sonN .| W |-
A
L1
L

SRO010H12 12N** 9.5 20 16 7.6 85 12 L60M2. 5x6 7-8
SRO012F14 12 23 20 8.9 80 14 L60M3%6. 5 7-8
SRO014H14 14N/E** 14.5 26 20 1.2 85 14 L60M3*8 T-10
SR0017H14 17 35 20 13.4 | 85 14 L60M3*8 T-10
SRO018H21 18 35 20 13.8 85 21 L60M3. 5+8 T-15
SR0021H21 2INE 21 44 20 15.5 94 21 L6OM3. 5%10 T-15
SR0029J30 30N/E** 29 52 25 22 110 30 | L6OM4*0.5%11.5D | T-15
SR0048M40 A0N/Ex* 48 83 40 35 153 40 L60M5*0. 8%14D T-20

*SR0018H21 JI#F AN HEZEHED :21N/E3. 5150, 21N/E7UN. 21N/EBUN. 21-11BSPT, 21-11.5NPT

;5
=)
= o
£ I
: =
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% m




ZEIZEHITIR > R TIAT PRODIL
MCRBa st JI4F - BB JJB!  Single insert toolholders-extra lengthen

THREADING MILLING TOOLS

RS TI B

SR0025K21 21N/E** 25 20 125 21 L60M3. 5x10 T-15

SRO031M30 31 25 150 30 L60M4*0. 5%11. 5D T-15
30N/E**

SRO038M30 38 32 150 30 L60M4*0. 5%11. 5D T-15

SR0038Q40 38 32 180 40 L60MS*0. 8*14D T-20
40N/E**

SR0048R40 48 40 210 40 L60M5*0. 8*14D T-20

Wk T - BEESEIESR!  Carbide anti-seismic style

SRO010K12-WH 12N%k 9.9 8 125 12 L60M2. 5x6 -8
SRO013J14-WH 13.2 10 110 14 L60M3*6. 5 T-10
SRO013M14-WH 14N** 13.2 10 150 14 L60M3*6. 5 T-10
SR0015P14-WH 15.2 12 175 14 L60M3*8 T-10
SR0021R21-WH 21N*¥ 21.0 16 200 21 L60M3. 5*8 T-15
SR0027S30-WH 30N/E** 27.0 20 270 30 L60M4*0. 5%11. 5D T-15

THREADING MILLING TOOLS

RS EITIR




WBLTEEEI T] R > WBETEE TIAT RS

= Yk SR
T 2ars% JIAF - WJJBY  Twin insert toolholders %
EIFEJIATR (DIN1835B) I P20 £
= B £
- ad-
®
A
L
L
SR0020G14-2 2 20 37 20 16 93 14 L60M3x7 T-10
14N/ E**
SR0020J14-2 2 20 57 20 16 113 14 L60M3*7 T-10
SR0030J21-2 2 30 52 25 24 113 21 L60M3. 5%10 T-15
21N/E**
SR0O030L21-2 2 30 80 25 24 140 21 L60M3. 5%10 T-15
SR0040L30-2 SON/E 2 40 70 32 30 135 30 L60M4*0. 5%11. 5D T-15
SR0040P30-2 2 40 103 32 30 170 30 L60M4*0. 5%11. 5D T-15
SR0O050M40-2 40N/E** 2 50 80 40 38 153 40 L60M5*0. 8%14D T-20




MRy ZE I T] B > MBS TIHT DROQING

BE TR

W22 5% J]TE  Threading milling toolholders

D1
D
L]
7 N
) <<
DO

SR0063C21-5 21N/E** 5 63 22 48 50 21 L60M3. 5x10 T-15

SR0063C30-4 4 63 22 48 50 30 L60M4*0. 5%10D T-15

SR0080D30-4 30N/E** 4 80 27 60 55 30 L60M4*0. 5%10D T-15

SR0100D30-4 4 100 32 78 60 30 L60M4*0. 5%10D T-15

SR0O080D40-4 4 80 27 60 65 40 L60M5*0. 8%14D T-20
40N/E**

SRO100E40-4 4 100 32 78 70 40 L60M5*0. 8%14D T-20

RS EITIR

THREADING MILLING TOOLS




BB T > SRFLIBLS T] B PROQILG

e ° R g .
Tl 60° - RFLEBLIEETIH  Thread Milling Inserts (U-Style)
113k 1 6.35 () —HR&HEFE General recommendation \ o
16%% 16 9.525 &l ©) =
2% 22 12.7 . T © i
R :
g ek © . 7 -
5aeRE ©
11U1DA&0 0.52.0| 48-12 | 0.04 | O
11UIDD60 1.5-3.0( 16-8 0.1 () SMTk—%%11U—*
11U1DC60 2.0-4.0( 12-6 | 0.14 ([ ] O
16U1DE60 1753.5| 167 |011| @ | O .
16U1DH60 3.060| 84 |024] @ | O
2201DK60 6.08 0| 43 SNTH*—Hk220—*
11U1DC60-N 2.040| 126 |014| @ | @ SMTHx—Hk1 1 U
16U1DH60-N 3060| 84 |024] @ | @ SMTHx—%k1 GU—*

* HIEMAREIERITH]: FOEFE,. SIRL. FIRSE
@ =%&ER () Standing stock (O FEEEFET Extraordinary stock

55° — RFLEBLrEETIF Thread Milling Inserts (U-Style)
_ © fft5cHEFE Good recommendation -

11%% 11 6. 35 () —R&HEFE General recommendation

16%% 16 9.525 kil
22

11U1DL55 1.5-3.5| 28-7 |0.13| @ O SMTH*—kk1 1 —*
16U1DH55 3.5-6.0(14-4.5(0.25 | @ O SMTHx—dokq HU—*
22U1DK55 6.0-8.5| 5-3 SMT**—**22U—*
* BAIBGAREIEZITH]: FEFE. BB, RIBEE
@ F%FERF (E#H) Standing stock (O IEFE&EER Extraordinary stock
AT LUE Sl H b 2 AR -
Other thread type can be customized:
- 00
25
iy TR/ACME 424y RD [B|HZE4L BB 4 buttress thread
& m

11




BRLT I T > SRFLIBLISE TIHF DROQILS

S L3y —_— N . I z
IRFLIRLISE TIHF - ¥RfERY (74 ) Threading milling toolholders [
HISFRIJJAERR  (DIN1835-B) Il P20 Hs
@ D0 B £
=
- —- — - ———4-—{ ———1 o
L2 L1
I
L
SMT15-16H11U-1C TM1SC 16W15-40-2U 11U %% 1 |14.75| 40 16 | 11 | 100
SMT21-25K11U-2C TM2SC 25W21-60-2U 11U %% ) 21 60 16 [125
SMT23-25L11U-2C TM2SC 25W23-70-2U 11U %% 23 | 70 17.7,140
5.4 25 L60M2. 5*8 -8
SMT26-25M11U-3C TM3SC 25W26-80-2U 11U %% 3 ” 80 20 150
SMT26-25P11U-3C TM3SC 25W26-110-2U 11U %% 110
SMT31-32P11U-4C TM4SC 32W31-95-2U 11U %% 4 31 | 95 - 25 (170
SMT36-32P16U-3C TM3SC 32W36-95-3U 16U | %% 3 [36.5] 95 29
SMT42-40R16U-4C TM4SC 40W42-120-3U 16U [ ** 4 0 120 8 40 34,2 200 | L6OM3. 5*10 | T-15
SMT42-40816U-4C TM4SC 40W42-160-3U 16U | %% 160 250
SMT50-40T22U-4C TM4SC 40W50-190-4U 22U %#* 4 50 |190| 11 | 40 | 39 | 300 [ L60M4. 5%14 | T-20
iE: ATAESITHRAKFLA TN, NIHBSHEEREFH “C”
Note: the tool bar without cooling water hole can be customized. The tool bar model is to remove the end character "C".

W22y 5% JTIAF - =M Threading milling toolholders

HISEREITJERX (DIN1835-B) I P18
@D0
L2 L1
L

SMT15-16H11U-1 TM1SC 16W15-40-2U 11U *+* 1 [14.75| 40 16 | 11 1100
SMT21-25H11U-2 TM2SC 25W21-40-2U 11U *+* 2 21 | 40 25 [ 16 | 105
5.4 L60M2. 5*8
SMT26-25K11U-3 TM2SC 26W25-60-2U 11U *xx 3 26 | 60 25 20 | 125
SMT31-32M11U-4 TM4SC 32W31-75-2U 11U *x* 4 31 |75 32 | 25 | 150 E
SMT36-32M16U-3 TM3SC_32W36-75-3U 16U ** 3 |36.5|75 32|29 |150 2
8 L60M3. 5*10 2
SMT42-40P16U-4 TM4SC_40W42-90-3U 16U ** 4 42 190 40 (34.2|170 3




BEAT L TIE > SRFLIRASE T VRODLS
BBk TIAF - B[RS EHF  carbide anti-seismic style

S700L ONITTIN DNIQYIYHL

B[R 17E0

$D0

SMT21-14L11U-2-WH TM2SC 21W14-2U 11U [ ** 2 21 14 14 | 136

5.4 L60M2. 5*8 [ T-8
SMT26-20P11U-3-WH TM3SC 26W20-2U 11U ** 3 26 20 20 | 175

E?ﬂ’f’ﬁ'ﬁﬂﬂj Threading milling toolholders

D1

L1

SMT48-22C16U-4 TM4SC-D48-22-3U 4 48 8 | 22| 40 | 50
SMT50-22C16U-4 TM4SC-D50-22-3U 4 50 8 | 22| 42 | 50
SMT56-22C16U-6 TM6SC-D56-22-3U 16U I** 6 56 8 | 22 | 48 | 50 | L60OM3.5*10 | T-15
SMT63-22C16U-6 TM6SC-D63-22-3U 6 63 8 | 22 | 50 | 50
SMT68-22C16U-6 TM6SC-D68-22-3U 6 68 8 | 22 | 54 | 50
SMT68-22C22U-5 TM5SC-D68-22-4U 22U1%* 5 68 11 | 22 | 54 | 50 | L6OM4.5%14 ( T-20

2
£
a2
z
s
5
=
=
=
3
=
3
8
=
o

B 8¥3 1748




WBLT I TIE > B TJE TIAT Ay

EJ]§%J]#F  Single insert toolholders R
FR—. Jizal EIEAJJ R  (DIN1835-B) I P20 & s
ERNBAETIH, =

TR TS MRS, WATHsMRL

=B 106 -

R _—. % EEEITJEZRX (DIN1835-B) I 20
LRI T]E,
AR T EAiE, thETstshg

=

L1

L
SMT09-12F08 O8NR** - 8.2 12 12 80 L60M2. 0%6 T-6
SMT12-12F11 11NR** T11N** 12 25 12 80 L60M2. 5*8 T-8

SMT18-20K16 18 35 20 125
16NR** T16N** L60M3. 5*8 T-15

SMT25-25M16 25 65 25 150
SMT35-32S22 22NR** T22N** 35 110 32 250 L60M4. 512 T-20

THREADING MILLING TOOLS

RS EITIR



BELTEEEITIE > HER SIS T B DROGIL®

EETJA

| PEXUSERELLTIF/ Thread Milling Inserts
- _ @ t5e#EFE Good recommendation a
DVO7%k 7 5 318 @ —A%#EFE General recommendation - _
DVO9**| 9.52 | 6.35 3.18 N © =\ ;.
DV13#*| 13.5 | 8.5 | 3.98 |yimips Nzt © é:b
DV15%*| 15.5 9.5 5 material recommended %%95 @ - B
DVI9*%| 19 | 12.5 | 6.4 BRER © b L
DV076001 1.0-3.0 | 24-8 60 SMT**VQ7—%*
DV096001 1.0-3.0 24-8 60 SMT**VQ9—**
DV136001 1.5-4.0| 16-6 60 SMT*%V13—%*
DV156001 1.5-4.5| 16-6 60 [ ) SMTH*V 15k
DV156002 3.5-6.0| 7-4 60 [ )
DV196002 3.0-6.5| 8-4 60 [ ) SMT*%V19—%*
DV155501 2.0-5.0| 7-4 55 SMT**V15—%*
DV195502 3.0-6.5| 84 55 SMT*%V19—%*

* BRI H]: FOESFEE. $RIRLL. RIENE

* Other standard thread whirling tools can be customized
@ =& () Standing stock (O IEEZFET Extraordinary stock

A LUEHIH b UERAL

Other thread type can be customized:

TR/ACME H#Z4y RD [R|HZ4 B2 4T buttress thread

S
E
2
z
s
3
=
=
=
3
=
3
8
=4
o

B 8¥3 17455




BRI TR > RFLIBLISETIAT PO
ﬁﬁmﬁgﬂ%’ﬁﬂﬂ: Threading milling toolholders

HISERITIERRX  (DIN1835-B) I P20

THREADING MILLING TOOLS

RS TI B

D1

SMT17-20GV07-2 DVO 7k 2 17 37 1.4 16 12 90
SMT21-25HV07-3 20.5 45 1.4 20 15.9 100 L60M2. 5*8 T-7
SMT24-25LV09-3 DVOg** 3 23.85 75 1.4 25 19 140
SMT33-32NV13-3 DV13%* 32.85 90 2.2 32 24.5 158 | L6OM3.5*12 [ T-9
SMT40-32QV15—-4 40. 25 110 2.6 32 31 180
SMT40-32RV15—-4 DV15%* ‘ 40. 25 145 2.6 32 31 210 L60M4*14 T-15
SMT48-40TV15-6 6 47.55 | 205 2.6 40 38 280
SMT53-40RV19-4 DV19** 4 52.55 130 3.3 40 40 200 L60M5*14 T-20
* A RATHIR@EK R TIAF, TTHRESmM “c” i3 “sMT40-32Qv15-4C”

ﬁﬁ}ﬂﬂ?ﬂ%’ﬁﬂﬁ Threading milling toolholders

DO ?

SMT57-22CV15-6 DV15%* 6 57.5 2.5 22 48 50 L60M4*13 T-15
SMT57-22CV15-8 DV15%* 8 57.5 2.5 22 48 50 L60M4*13 T-15
SMT72-22CV19-6 DV19%* 6 71.5 3.2 22 50 50 L60M5*15 T-20
SMT95-27CV19-8 DV19%* 8 95 3.2 27 68 55 L60M5*15 T-20

THREADING MILLING TOOLS

SRSERITIR




BB NI TIE > HERL GBS TIAT eole

T FEXUMZEZLI$ETI4F  Threading milling toolholders
= Fom
3
:
2
HSK J1#%
110,
A T——
L

HSK63A-MT40QV15-4
BT40-MT53TV15-7 DV15%*
BT50-MT63VV15-9

52.55 120 2.5 30.8 178 HSK63A
52.55 195 2.5 42.5 290 BT40 L60M4*14 | T-15
63 250 2.5 53 390 BT50

BT40-MT58TV19-5
BT50-MT67VV19-7 DV19%*
BT50-MT72WV19-8

57.5 200 3.2 45.5 295 BT40
66.55 | 250 3.2 54.4 390 BT50 L60MS*14 | T-20
71.5 300 3.2 59.5 450 BT50

O |IN|O |0 (N>

LAt SEAR AT RO R BE T IR SE FRT

;5
=)
= o
£ I
: =
’S
% m




WRLTEEEI T] R > BIE S T] Ay

:—‘ 3 [_ . . OTH P
s> FABURZ{KRAZ 2y EE T]  Solid carbide thread milling cutter o
fite e w| 0 WUEHER Goodrecommendaion %
DMTO6%* 6 () —R&#E%E General recommendation
DHTOB** 8 e © S S e
DMT 1 0% 10 MEHEE [R5 © L1 ] ‘
terial
DNT1 2% 12 ocommended [ 8K © |
BFasE ©
DMT06047C14-60 D6*d4. 7*3T*14%.50 0.5-1.0| @ O 3 4.7 14 6 50
DMT06060C16-60 D6*d5. 95%*3T*16%*L50 0.75-1.5| @ O 3 5.95 16 6 50
DMT08080D18-60 D8*d7. 95*4T*18*L60 1.0-1.75| @ O 4 7.95 18 8 60
DMT10100D26-60 D10%d9. 95%4T*26*L75 1.25-2.0| O O 4 9.95 26 10 75
DMT12120D30-60 D12%d11. 95%4T*30*L75 1.5-2.5| O O 4 11.95 30 12 75

“L” F0O“L1” ATLURIBESKEH] “L” & “L1” can be customized according to the actual demand

@ F&ERF (E#) Standing stock (O FEEEETR Extraordinary stock

SRSERITIR

THREADING MILLING TOOLS




MBLTEEEI T] B > BB T] gy

T EMEIREE{RIELI$ET]  Solid carbide thread milling cutter

S|

i _ @ S HEFFE Good recommendation
HMTO6%* 6 () —M#E#E General recommendation
HNTOB** 8 i O 2| | —— — - — - — - o
HMT 1 0%k 10 RS RN © L1 ]
HT1 2% 12 focommended  [FHER &)

BELR o

HMT06022C5-0. 51S0 D6*d2. 2%3T*5. 3%0. 5*L.53 0.5 3 5.3 2.2 6 53
HMT06038C10-0. 51S0 D6*d3. 8*3T*10. 3*0. 5*L53 0.5 [ ) O 3 10.3 3.8 6 53
HMT06031C7-0. 71S0 D6*d3. 1%3T*7. 4%0. 7*#L53 0.7 3 7.4 3.1 6 53
HMT06045C10-0. 751S0  |Dé6*d4. 5*3T*10. 1*0. 75*%L.53 | 0. 75 [ ) O 3 10.1 4.5 6 53
HMT06036C9-0. 81S0 D6*d3. 6*3T*9. 2*0. 8*L53 0.8 [ ) O 3 9.2 3.6 6 53
HMT06040C10-1. 01S0 D6*d4. 0*3T*10. 5%1. 0*L53 1.0 [ ) O 3 10.5 4.0 6 53
HMT06040C14-1.01S0 D6*d4. 0*3T*14. 5%1. 0*%L53 1.0 () O 3 14.5 4.0 6 53
HMT06060D12-1. 01S0 D6*d6. 0*4T*12. 5%1. 0*%L53 1.0 (] O 4 12.5 5.95 6 53
HMT0808D16-1. 01S0O D8*d8. 0*4T*16. 5*1. 0*%L64 1.0 () O 4 16.5 7.95 8 64
HMT0605G14-1. 251S0 D6*d5. 0*3T*14. 4*1, 25%L.53 [ 1. 25 o O 3 14.4 5.0 6 53
HMT0605C19-1. 25180 D6*d5. 0*3T*19. 4%1, 25%L.53 [ 1.25 o O 3 19.4 5.0 6 53
HMT0807D17-1. 51S0 D8*d7. 0*4T*17. 3%1. 5%L64 1.5 () O 4 17.3 7.0 8 64
HMT0807D24-1.51S0 D8*d7. 0*4T*24. 8%1. 5%L64 1.5 [ ) O 4 24.8 7.0 8 64
HMT1010D21-1.51S0 D10%d10*4T*21. 8%1. 5%L76 1.5 [ ) O 4 21.8 9.95 10 76
HMT1616F33-1.51S0 D16*d16*6T*33. 8%1. 5*%L.108 1.5 6 33.8 | 15.95 16 108
HMT0808D20-1. 751S0 D8*d8*4T*20. 1*1. 75*%L64 1.75 [ ) O 4 20.1 7.95 8 64
HMT0808D28-1. 75180 D8*d8*4T*28. 9*1. 75%L64 1.75 ([ ) O 4 28.9 7.95 8 64
HMT1010D27-2. 01S0 D10%d10*27%*2. 0*%L76 2.0 [ ) O 4 27 9.95 10 76
HMT1010D39-2. 01S0 D10%*d10*39*2. 0*L76 2.0 [ ) O 4 29 9.95 10 76
HMT1212D27-2. 01S0 D12%d12*%27%2. 0*%L81 2.0 [ ) O 4 27 11.95 12 81

“L” F0O“L1” ATLUARIBESRES] “L” & “L1” can be customized according to the actual demand

@ EEER (EH) Standing stock O FEE&EETF Extraordinary stock

-
g

1
-3
cZ
5
& m
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A\ V4 '/ S 0
H|EFRTJEF2T Flatted parallel shank (DIN1835-B) s
g
11 11 =
‘ el el
|
‘ l
T ER A —-—5——=
\2450 45°\ 1b1 12
13 13
| | ‘
| /@ | |
N\ N N
6 36 4.2 - 18.0 4.8 35
36 5.5 - 18.0 6.6 35
10 40 7.0 . 12.0 8.4 39
12 15 8.0 - 22.5 10.4 24
12 15 8.0 - 22.5 12.7 24
16 18 10.0 . 24.0 14.2 47
18 18 10.0 - 24.0 16.2 47
20 50 1.0 . 25.0 8.2 49
25 56 12.0 17 32.0 23.0 54
32 60 14.0 19 36.0 30.0 58
40 70 14.0 19 40.0 38.0 68
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NMASER Application data
FF IR st

AT EPUEGRIGEH], MRS R & ZHMKTTIEE. TIRIERHR#NE ONC HUKRRITNEE, HHKIZEEITIR
SEERREANIE, SEREEAN T E BRI EE TIZ P AL SRR, flan: NASEIB < (B 1)
HYSRRERIZE 2 R X-Y YR E EIMEANS R Z HAY M BT BRI -

T AL ONC 2%, WLUETINTAMAEAIE S SSTIZINGE

GO2: eS¢t EoMim*MES

GO3: RSt FIMIA#MES

a-YRhEFHFE
D-JMEXEIR
p-12EE

[£2

BartirlaEz) (B 2) BrshT]ERESIEEMIURNIZEE N EEH K. E—NMEBENIIES,
FIRERNLARR, HEERTIRE ZMARB—MEBMNER), MILAFEERL. BT IR
AT =ZMIINTT

OEEMINGE

QEBYINE

QUIETINE

OBEETINE

RAZFETNEYIN, VIRFR, FEVERE, AEiRs), BMERMIEMRIE BRI, Z5ENERF
B ERVINEER—L, BN THEBRYEHESFERIZGE.

SMBEL

D1
D2
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1-2: RIEREHL

2-3: JIELBEEIGHAYIEYIN, ERHE Z iHEh s

3-4: 360° ERERMIRLIHIETEN, HEBIHI—N5iE

4-5: JIEBEEESYIERYTIN, BESE Z hiihihzzsh

5-6: RIRIR[E

QR EINE

KAZGAREE, BERSEMUTHEIRRT

— EYINFYIHSSBTRONEERE, EFASEIIZENNRE

Z EMIEAEEROMEE, SUINEELFEN, ATAESTIHRMEREX, FURSERIAR. A
TR R YYINEA S T RREIRE, HAEBNRERMEIRIEHII A 1/3

SHBLL
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8 g
. |
\
1-2: 'I%J‘E/Hfﬁz
2-3: 360° EEREMIZNEIHEIEEN, HEBI—151E
3-4: F[ER[E]
QWEIINGE

RBZAFEREEE, FEFGRIMVINENMS, TEERERTIMELHIGHEIMT

Hhigey | ‘ :

|
x

1-2: RIFEN
2-3: 360° EEREMIRLIHIEEN, HEBII—1FiE
3-4: {RIFR[E
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I2EUEEHI TR > N A R DROGING

BE IR

T ZA L HI BRI E
= EOEE L ik
Vo= J]HI%3RE (m/min)
n= M_ n= I’,E\-E?z:ﬁg (R.P. M) PR TVC
D 0= JJALTHEE (m) € "IN
Vi= JTJBYIEI T AR E (mm) \
 =fzxmxZ hidis /
v, =fzxn 7= TR NS \QJD/
fz= B EBINHEHEE (mm/r)

SRS H BE T B SL )

1. EiHER (n) TE

MEAI, n=01000%Vc) / (1 *D)

Ve: Z5ERE (m/min) n: EREZXE 3.14159 D: JJEER (mm) n: ¥i® (rpm)
~fi: FRER 25mm BUSELIEET], HEFLIERE A 100m/min

n=1000%100/ 1t ¥25=1280rpm

2. JIEYIHIHAERE VfiHE

AN Vf=fz¥n*Z

Vf: #H4EE (mm/min) n: ¥iE (rpm) Z: JI¥ fz: BUI#HE

w5l B UIRELIAR TIVAGEIE 1500rpm HE) T, KTJEYIBIHSIRE (VfE) A%A? f #EEFE 0. 05mm

Vf=0. 05*1500*1=75mm/min

QHETIAHLHSLE

A5 ONC HLER, 7EGIZRIER
we vson) || RETIAGOHAGHIE. TR
HEAATRAE R E T R AP IL AR
BNV, TR LA
BRERE EIEA Y, BT
B 5T R AU E
B RS RRAIH S,

Vo= Vex (0-D)
D

Vim= i EIERE mm/min
V= #45 mm/min
D= M2 AFREE mm
DO= #2L$E T E 12 mm

HMBE

B 8¥3 17455
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DAORING

EETIA
NMEASER Application data
BREEHIARX —) — ETIERE ) — FHEETSE — E=75M
i T AR .
Internal {JHIW!,%QC
nternal
HHEARLL ,
. Lo HEARLL
Right Hand Right Hand

HRTETIELE ST

CCW.Feed and CW.Milling

[71: Bk pei =l k55

CW.Feed and CW.Milling

fn THMES

External

oy 2
Right Hand

IRt ELS IS

CW.Feed and CW.Milling

I IMEL

External

RS
Right Hand

IR EitLS st

CCW.Feed and CW.Milling

% IRAIRED (1S0 5 EIA), + HimLER H TIEKEMES
600 RIFIR RS D TIRREFEIMES
GO1 (E ML X X Gl A4 Fm
602 ATt BN / AR AEimAE S oW Y R
603 TSN / SRAEREANME S cow z X B AAHR
640 TIRFEAMEEHIES R EAMiEH R
641 LRI B ENMEIES [ ESIGE = AERT O/ X ShRig e R
642 LRI REEMEES J ESIGE = AR EO R Y Sha g8 R
643 TJEKEMERS M3 Eattiinatd
649 TIEKEAMEMHES M5 E2: Al
657 TR IR ARG L TE M30 FIEFER / B
690 T AR - X TR AR R AT 0 EFS
691 M8 AR - N T TIRMER Y N EFES
F 344 8 mm/min ( EREFIA
s == 4% iR RPM ) ERRLAR

24
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S700L ONITTIN ONIQYIYHL

B [LRY3 1750

ST00L ONITTIN ONIQYIUHL

B H¥574

IRAUEEHITIR > AR
IO BRI

PROYING

EETJR

2R ~F

The‘ad dimer)sion M30X1. 5-6H

ﬁ%ﬁgﬁﬁﬁi diameter D 30. 000mm Icl
?’fﬁﬁgggﬁh P 1. 500mm D
gjfﬁﬁdﬁf; IDe1 diameter D1 28. 500mm

$§§Ia;lzl*ll%nbgth b 20. 000mm

l\ﬁﬁtrial SUS 304

gfa}%ting TIN

}\Tﬁfﬁgm. 7JR 21N1.5180 JIHF SR0025K21

l:lj(])#ozf/teeth z 1 D1 |
g?;ﬁeg/r%igr?leter DO 25. 000mm

éﬁfﬁﬁglle?gth 12 21. 000mm

(J)ijﬁzl;1£r;‘5i§s|(?lznpensation K 1) 0. 075mm 0. 05%P

gaﬁiﬁﬁfﬂ;h:‘:{% kzu)e programmed 2) 7. 925mm 0. 5*d1-k1 b
%?E%géceed Ve 86. 35m/min

25%3%%51%% ITTng) 0. 050mm

gﬁfﬁd”n S=1100r/min n=(Vc*1000) / (DO* 11 )

AT -

Fecd speod. (contou) Vf Ve=Ssm/min i
Eiﬁ%ged(agiremnt) Vm VFm=2. 75mm/min VFm=V* (D-D1) /D

S YT
Recommended program:

GO0  G90 G55 X0.0 Y0.0 S1100 MO3
G43 7130 HO1

MO8

Z0.0

GO1 Y2.5 F55

G02  X0.0 Y2.5 7-1.5 10.0 J-2.5
X0.0 Y2.5 Z-3. 10.0 J-2.5

X0.0 Y2.5 Z-4.5 10.0 J-2.5

X0.0 Y2.5 Z-6. 10.0 J-2.5

X0.0 Y2.5 Z-7.5 10.0 J-2.5

X0.0 Y2.5 -9 10.0 J-2.5

X0.0 Y2.5 Z-10.510.0 J-2.5

X0.0 Y2.5 Z-12. 10.0 J-2.5

X0.0 Y2.5 7-13.510.0 J-2.5

X0.0 Y2.5 Z-15. 10.0 J-2.5

X0.0 Y2.5 Z-55. 10.0 J-2.5

X0.0 Y2.5 7-16.510.0 J-2.5

X0.0 Y2.5 Z-18. 10.0 J-2.5

X0.0 Y2.5 7-19.510.0 J-2.5
X2.165Y-1.25 7-20. 10.0 J-2.5

GO.1 X0.0 Y0.0

GO0 7130

MoS

Mo9

G91 G28 Z0.0

G28

M30
25

OEEBAEMETNE. TIEERBITRETIELEZME
18, XXTFEUS 6H/1S02 B2 A EH S EEN YRR AL E,
BFEE, TEEH, XEHERTIENZERRE (Ml
hBE, JTIEMEK) .

Q—RKE, HIZNTIEERRBANUKEEFS.
gfﬁu%ﬁﬂﬁ%ﬂ%%ﬁ%Eiﬂ]ﬁ%ﬁﬂh'bi&éﬁ, BERESAR
@RFEEEHDREREH N30 2B N9O HIFERF

@ The cutter radius measured over the tooth crests

of the threaded part must be reduced by the amount

of the cutterradius compensation.this is necessary to
achieve a depth ofcut to the middle of the 6H/ISO2 nut
tolerance,please note.however,that this also depends
on the radial deflection of the tool (tensile strength of the
material,projection length of the tool).

@ The cutter radius to be programmed is normally
includedin the tool memory

@ If your control does not calculate the centre pointfeed
automatically please use the feed values printed inbrackets.
@ The block numbers N 30 to N 90 must be called up
anewaccording to the number of repetitions.
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PROYING

BE TR

2R ST

Thead dimension

M48-6H

B NFRERD

Nominal thread diameter D

48. 000mm

THREADING MILLING TOOLS

R SEHITI R

WRLTIREE P
Thead pitch P

5. 000mm

s FLE R D1
Drilled hole diameter D1

43. 000mm

IRSURE b
Thead length b

63. 000mm

ZES

Material

2Cr13

iwE

Coating

TIN

ITERAKAD
Article NO.

J1F 16UIDH60

JIFF SMT36-32P16U-3C

T Z
NO. of teeth Z

3

JIEER DO
Cutter diameter DO

36. 500mm

TIEFMEHE K 1)

Cutter radius compensation K 1)

0. 174mm

RAEN AT

acc. werk case

JIRmZAMEFE 2)

Cutter radius to be programmed 2)

16. 251mm

0. 5*d1-k1

VIHIRE Ve
Cutting speed Vc

91. 7m/min

FigHAE (JIR) f2
Feed per tooth(miilling)

0. 050mm

IR n
Speed n

S$=800r/min

n=(Vc*1000) / (DO* 1)

HEAIRE (4LER) VF
Feed speed (contour) Vf

V£=120mm/min

Vf=fz*Z*n

HERE  (Fi)  Vim
Feed speed (centrepoint) Vfm

Vfm=12. 5Smm/min

Vfm=Vf*(D-D1) /D

SERIE:
Recommended program:
GO0  G90 G55

G43 7130 HO1

X0.0 Y0.0 S800 MO3

Mo8

Z0.0

GO1  Y5.75 F120

G02  X0.0 Y5.75 7-5. 10.0 J-5.75
X0.0 Y5.75 Z-10. 10.0 J5.75
X0.0 Y5.75 Z-15. 10.0 J5.75
X0.0 Y5.75 Z-20. 10.0 J5.75
X0.0 Y5.75 Z-25. 10.0 J5.75
X0.0 Y5.75 7-30. 10.0 J5.75
X0.0 Y5.75 7-35. 10.0 J5.75
X0.0 Y5.75 Z-40. 10.0 J5.75
X0.0 Y5.75 Z-45. 10.0 J5.75
X0.0 Y5.75 Z-50. 10.0 J5.75
X0.0 Y5.75 7Z-55. 10.0 J5.75
X0.0 Y5.75 Z-60. 10.0 J5.75
X-3.38Y-4.652 7-63. 10.0 J-5.75
GO.1 X0.0 Y0.0

GO0 7130

MO5

M09

G91 G28 20.0

G28

M30

OHRmIENTIEEZ W IRETIELHLMIE, HFRBEKRMN
BRNE, W6H/1502. iEFE, AEEH, XERHIUEATT]
BEMERERRE (MRMAEE, TJAENEK)

Q—paskii, WIEMNTIELRNBAIKEESE.
QIZLURE b W INAEHIZEE P E2RR

@URRHITH REAEBEITETI RO, FRES
AEYEE.

OWRIEE NA0 BT EBSURE

@ The cutter radius to be programmed must be
corrected,depending on the work case,until the thread
achieves the required nut tolerance ,e.g. 6H/ISO2.please
note,however,that this also depends on the radial deflection
of the tool (tensile strength of the material,projecttionlength
of the tool)

@ The cutter radius to be programmed is normally included
in the tool memory

@ The thread depth b as entered must be divisible by the
pitch P.

@ If you control does not calculate the centre piont feed
automatically please use the feed values printed in brackets.
® The block numbers N 30 to N 90 must be called up anew
according to the number of repetitions.
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