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&.CPT Thread Turning Toolholders

Product Identification
Threading Toolholders Ordering Codes

noEanoe

Clamping Shank Cross Section: Length of Insert B - With coolant bore
Method External toolholders Toolholder: Pocket Size CB - Carbide shank
D= Clamp square shank mm A 1c
S =Screw D= 60 . — V - Vertical (on edge)
v 2020 = 20 mm x 20 mm F = 80 g 0- Offset style
H =100 -
E = External |:| ¢ K =125 L 1.C. D - Drop head
I = Internal L =140 06  5/32” | |G-Gang tool
7 Internal toolholders =1 08 3/16: U - U-TYPE
R - R h H d & boring barS P = 170 08U 3/16 U
=Right Han round shank R =200 11 1/4"
L = Left Hand S =250 16 3/8"
0020 = Diam. of 20 mm T =300 22 1/2"
U =350 22U 1/2"U
O V =400 27 58
27U 5/8"U
33U 3/4"U




Thread Turning Toolholders &.C.PT

External Toolholders

U-TYPE

-
=

Orqering Code - I L BH L F Insert Anvil Torx RH. LH'
Right Hand < = Screw | Screw Key Anvil Anvil
*SER 8 8 H11 1 8 100 1 S11 - K11 - -
*SER 1010 H11 11 10 100 11 S11 - K11 - -
*SER 1010 M11 11 10 150 1 S - K11 - -
*SER 1212 K11 11 12 125 12 S11 - K11 - -
*SER 1212 M11 11 12 150 12 S11 - K11 - -
SER 1212 F16 16 12 80 16 S16 A16 K16 AE16 Al16
SER 1616 H16 16 16 100 16 S16 A16 K16 AE16 Al16
SER 2020 K16 16 20 125 20 S16 A16 K16 AE16 Al16
SER 2525 M16 16 25 150 25 S16 A16 K16 AE16 Al16
SER 3232 P16 16 32 170 32 S16 A16 K16 AE16 Al16
SER 2525 M22 22 25 150 25 S22 A22 K22 AE22 Al22
SER 3232 P22 22 32 170 32 S22 A22 K22 AE22 Al22
SER 4040 R22 22 40 200 40 S22 A22 K22 AE22 Al22
SER 2525 M22U 22U 25 150 28 S22 A22 K22 AE22U | Al22U
SER 3232 P22U 22U 32 170 32 S22 A22 K22 AE22U | Al22U
SER 4040 R22U 22U 40 200 40 S22 A22 K22 AE22U | Al22U
SER 2525 M27 27 25 150 32 S27 A27 K27 AE27 Al27
SER 3232 P27 27 32 170 32 S27 A27 K27 AE27 Al27
SER 4040 R27 27 40 200 40 S27 A27 K27 AE27 Al27
SER 2525 M27U 27U 25 150 32 S27 A27 K27 AE27U | Al27U
SER 3232 P27U 27U 32 170 32 S27 A27 K27 AE27U | Al27U
SER 4040 R27U 27U 40 200 40 S27 A27 K27 AE27U | Al27U
*SER 2525 M33U 33U 25 150 32 S33 - K33 - -
*SER 3232 P33U 33U 32 170 32 S33 - K33 - -

*Toolholders with no anvil
For LEFT HAND toolholders specify SEL instead of SER

Toolholders are made with a 1.5° Helix Angle. For other Helix Angles
please see helix angle chart (page A04-7) in the technical section of this catalog.




&.CPT Thread Turning Toolholders

Off-Set Toolholders

rderin =3 Insert Anvil Torx RH LH

ongth ?—Igr?c? : JL| B L F | Sorow | Sorew Kc:ay Anvil | Anvil
SER 1212 F16-0 16 12 8 16 S16 | A16 | K16 | AE16 | AI16
SER 1616 H16-0 16 16 100 20 S16 | A6 | Ki6 | AE16 | A6
SER 2020 K16-0 16 20 125 25 S16 | A6 | K16 | AE16 | Al16
SER 2525 M16-0 16 25 150 32 S16 | A6 | Ki6 | AE16 | A6
SER 3232 P16-0 16 32 170 40 S16 | A6 | K16 | AE16 | Al16
SER 2525 M22-0 22 25 150 32 S22 | A22 | K22 | AE22 | A2
SER 3232 P22-0 22 32 170 40 S22 | A22 | K22 | AE22 | AI22




Thread Turning Toolholders

External Toolholders With Top Clamp +

Ordering Code =~ Insert Anvil Torx RH LH
Right gHand I L | B=H L F Screw Clamp Screw Key Anvil Anvil
DER 1212 H16 16 12 100 16 S16 C16 A16S K16 AE16 Al16
DER 1616 H16 16 16 100 16 S16 C16 A16S K16 AE16 Al16
DER 2020 K16 16 20 125 20 S16 C16 A16S K16 AE16 Al16
DER 2525 M16 16 25 150 25 S16 C16 A16S K16 AE16 Al16
*DER 2525 M22 22 25 150 25 S22 c22 A22 K22 AE22 Al22

For LEFT HAND toolholders specify DEL instead of DER

Toolholders are made with a 1.5° Helix Angle. For other Helix Angles
please see helix angle chart in the technical section of this catalog.
Two clamping methods can be used: screw or top clamp.

*Use K21 torx key for C22 clamp

Vertical Toolholders

Ordering Code Insert Torx
Right Hand E@ B=H L F Screw Key

SER 1616 H16V 16 16 100 18 S16S K16
SER 2020 K16V 16 20 125 22 S16S K16
SER 2525 M16V 16 25 150 27 S16S K16
SER 2525 M22V 22 25 150 27.5 S22S K22
SER 3232 P27V-T10 27 32 170 36 S27 K27

Slim Throat Toolholders

Ordering Code Insert Torx
Right Hand L@ B=H L F Screw Key
SER 1616 H16VS 16 16 100 18 S16S K16
SER 2020 K16VS 16 20 125 22 S16S K16
SER 2525 M16VS 16 25 150 27 S16S K16
SER 2525 M22VS 22 25 150 27 S22S K22
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Thread Turning Toolholders

Drophead Toolholders

Ordering Code -

Right Hand Y I LI A
SER 2020 K16D 16 20
SER 2525 M16D 16 25
SER 2525 M22D 22 25

Al

20
25
25

Gang Toolholders

Gang Toolholders are
External Holders, used in
small automatic machines
with a gang tool post.

AN
A

Ordering Code 7=
Right Hand N4 I L
*SER 8 8 H11G 11
*SER 1010 H11G 11
SER 1616 K16G 16
SER 2020 K16G 16

*Toolholders with no anvil

B=H

8
10
16
20

125
150
150

C1

21.0
21.0
21.0

25
32
32

c2

38
38
38

Insert | Anvil
Screw | Screw

S16 A16
S16 A16
S22 A22

Torx
Key

K16
K16
K22

100
100
125
125

For LEFT HAND toolholders specify SEL instead of SER

RIGHT HAND SHOWN

RH
Anvil

AE16
AE16
AE22

LH
Anvil

Al16
Al16
Al22

12.0
14.0
21.7
26.2

Insert
Screw

S11
S11
S16
S16

Anvil
Screw

A16
A16

Torx
Key

K11
K11
K16
K16

RH
Anvil

AE16
AE16

LH
Anvil

Al16
Al16




Thread Turning Toolholders &.C.PT

X-tream Jet
External Toolholder with Internal Coolant

cutting edge.
The holder includes two connecting options through an elbow fitting and a top clamp

CPT has developed a unique external thread turning holder with internal coolant to the j
directing the coolant flow to the cutting edge.

The coolant flow provides: &
® Better chip control and chip flow i

@® Longer tool life and high performance .
® Reduces the cutting edge temperature P.

@ Available RH and LH toolholders
@ Coated holders provide abrasive resistance

Coolant Head

foa)
Demonstration
Coolant Connector
L
Ordering Code ‘@ I L i B=H | L F 'srfrZCtv s;::r:;::v TE;VJr AT\','" ALrS" Cr‘]’g;“t o
mm Torx + | Torx + i
SER 1616 H16B 16 16 100 16 S16P | A16P | K16P | AE16 | Al16 CHS3 Q4/06
SER 2020 K16B 16 20 125 20 S16P | A16P | K16P | AE16 | Al16 CH1 D4/06
SER 2525 M16B 16 25 150 25 S16P | A16P | K16P | AE16 | Al16 CH1 Q4/26
SER 2525 M22B 22 25 150 25 S22P | A22P | K22P | AE22 | Al22 CHA1 Q4/26
SER 2525 M27B 27 25 150 32 S27P | A27P | K27P | AE27 | Al27 CH1 Q4/06
SER 3232 P16B 16 32 170 32 S16P | A16P | K16P | AE16 | Al16 CH1 Q4/26
SER 3232 P22B 22 32 170 32 S22P | A22P | K22P | AE22 | Al22 CH1 Q4/26
SER 3232 P27B 27 32 170 32 S27P | A27P | K27P | AE27 | Al27 CH1 Q4/06

For LEFT HAND toolholders specify SEL instead of SER

Toolholders made with 1.5° helix angle

Please consult the helix angle chart page A04-7 in the technical section of this catalog
* Standard packing with @6 mm




&.CPT Thread Turning Toolholders

Internal Toolholders

U-TYPE Min. Bore

Min. Bore

Ordering Code - Min Anvil | Torx | RH LH
Right gHand 20 I L D D1 gz:ﬁ L b F Isr:;sr:‘r,f, Screw Koey Anvil | Anvil
*SIR 0005 HO6 6 12 51 | 60 | 100 | 12 | 4.3 | S06 - | Kos | - -
*SIR 0007 K08 8 16 66 | 78 | 125 | 18 | 53 | S08 - | Kos | - -
*SIR 0008 KO8U s8uU | 16 73 | 90 | 125 | 21 | 6.6 | S08 - | Kos | - -
*SIR 0010 H11 11 10 | 10 |12 100 | - | 7.4 | St - | K11 - -
*SIR 0010 K11 11 16 | 10 |12 125 | 25 | 7.4 | SN - K1 - -
*SIR 0013 L11 11 16 | 13 |15 140 | 32 | 89 | Si1 - | K1 - -
*SIR 0013 M16 16 16 | 13 |16 150 | 32 | 102 | S16S| - | K16 | - -
*SIR 0016 P16 16 20 | 16 |19 170 | 40 | 117 | S16S| - | Ki6 | - -
SIR 0020 P16 16 20 | 20 |24 170 | - | 137 | S16 | A16 | K16 | All6 | AE16
SIR 0025 R16 16 25 | 25 |29 200 | - | 162 | S16 | A16 | K16 | Al16 | AE16
SIR 0032 S16 16 32 | 32 |36 250 | - 1197 | S16 | A16 | K16 | Al16 | AE16
SIR 0040 T16 16 40 | 40 |44 300 | - | 237 | S16 | A16 | K16 | Al16 | AE16
SIR 0050 U16 16 50 | 50 |54 350 | - | 287 | S16 | A16 | K16 | Al16 | AE16
*SIR 0020 P22 22 20 | 20 |24 170 | - | 156 | S22S| - | K22 | - -
SIR 0025 R22 22 25 | 25 |29 200 | - 181 | S22 | A22 | K22 | Al22 | AE22
SIR 0032 S22 55 32 | 32 |38 250 | - |216 | S22 | A22 | K22 | AI22 | AE22
SIR 0040 T22 22 40 | 40 | 46 300 | - 256 | S22 | A22 | K22 | AI22 | AE22
SIR 0050 U22 22 50 | 50 |56 350 | - | 306 | S22 | A22 | K22 | AI22 | AE22
SIR0032S22U | 22U | 32 | 32 |38 250 | - | 244 | S22 | A22 | K22 | Al22U | AE22U
SIR0040T22U | 22U | 40 | 40 |46 300 | - | 281 | S22 | A22 | K22 | Al22U | AE22U
SIR0050U22U | 22U | 50 | 50 |57 350 | - | 30.8 | S22 | A22 | K22 | Al22U | AE22U
SIR 0032 S27 o 32 | 32 |40 250 | - | 226 | S27 | A27 | K27 | AI27 | AE27
SIR 0040 T27 27 40 | 40 | 48 300 | - | 266 | S27 | A27 | K27 | AI27 | AE27
SIR 0050 U27 27 50 | 50 |58 350 | - 316 | S27 | A27 | K27 | AI27 | AE27
SIR 0060 V27 27 60 | 60 |68 400 | - 366 | S27 | A27 | K27 | AI27 | AE27
SIR0032S27U | 27U | 32 | 32 |40 250 | - | 258 | S27 | A27 | K27 | Al27U | AE27U
SIR0040T27U | 27U | 40 | 40 |48 300 | - 294 | S27 | A27 | K27 | AI27U | AE27U
SIR0050U27U | 27U | 50 | 50 |58 350 | - | 344 | S27 | A27 | K27 | AIl27U | AE27U
SIR0060V27U | 27U | 60 | 60 |68 400 | - 397 | S27 | A27 | K27 | AI27U | AE27U
*SIR0050 U33U | 33U | 50 | 50 |62 350 | - |375 | S33 - | K3z | - -

*Toolholders without anvil
For LEFT HAND toolholders specify SIL instead of SIR

Toolholders are made with a 1.5° Helix Angle. For other Helix Angles
please see helix angle chart (page A04-7) in the technical section of this catalog.

For“U” type inserts Tr, Acme, Stub Acme, see our software or contact main office for holder use.

A02-8




Thread Turning Toolholders &.C.PT

Internal Toolholders with Coolant Bore

With internal
“coolant bore
——

:__Min. Bore

I

Ordering Code M Insert | Anvil | Torx | RH | LH

Right Hand I L = bl ;g:ﬁ. L Hl F | screw | Screw Key | Anvil | Anvil
*SIR0010K11B | 11 | 16 | 10 | 12 | 125 | 25 | 7.4 | St - K1t - :
*SIR0013M16B | 16 | 16 | 13 | 16 | 150 | 32 | 102 |si6S| - | Kie | - :
*SIR0016P16B | 16 20 | 16 | 19 | 170 | 40 | 117 | S16S| - | Ki6 | - :
SIR0020P16B | 16 | 20 | 20 | 24 | 170 | - |137|S16 | A16 | K16 | A6 | AE16
SIR0025R16B | 16 | 25 | 25 | 29 | 200 | - | 162 |S16 | A16 | K16 | AH6 | AE16
SIR0025R22B | 22 | 25 | 25 | 29 | 200 | - |181|S22 | A22 | K22 | Al22 | AE22
SIR0032S16B | 16 | 32 | 32 | 8 | 250 | - |19.7 | S16 | A16 | K16 | Al6 | AE16

*Toolholders without anvil
For LEFT HAND toolholders specify SIL instead of SIR

Toolholders are made with a 1.5° Helix Angle. For other Helix Angles
please see helix angle chart (page A04-7) in the technical section of this catalog.

Internal Toolholders with Top Clamp

D1
r -
F
1
Loou
! L
Ordering Code | & Min Insert Anvil | Torx | RH | LH
. L
Right Hand U D D1 l;j‘igrrﬁ LB F | serew | €8P | serew Key | Anvil | Anvil
DIR 0020 P16 16 20 20 24 170 | - |13.7| S16 C16 | A16S | K16 | Al16 | AE16
DIR 0025 R16 16 25 25 29 200 | - |16.2| S16 C16 | A16S | K16 | Al16 | AE16
DIR 0032 S16 16 32 32 36 250 | - |19.7 | S16 C16 | A16S | K16 | Al16 | AE16
* DIR 0025 R22 22 25 25 29 200 | - |18.1 | S22 C22 | A22 K22 | Al22 | AE22
For LEFT HAND toolholders specify DIL instead of DIR
Two clamping methods can be used: screw or top clamp.
*Use K21 torx key for C22 clamp
L] o o
Toolholders with 3.5 Helix Angle
Ordering Code I L Min Insert Torx
Right Hand =) D D1 . Bore L L1 F Screw Key
Diam. mm
SIR 0016 P16B-3.5 16 20 16 19 170 40 13.7 S16S K16
SIR 0020 P22B-3.5 22 20 20 24 170 - 15.6 S228 K22

For LEFT HAND toolholders specify SIL instead of SIR




&.CPT Thread Turning Toolholders

Special Thread Turning Applications

SIR 0014 M16 UB
SIR 0009 K08 - 1/2 - 13 UNC

SIR 0025 S22UB - TR40X7

SIR 0012 L16B & SIR 0014 L16B

Ordering Code = Insert | Torx
Right gHand Y I D Di L L F Thread | o ew Key
*SIR 0009 K08 8 16 8.7 125 30 6.5 1/2-13UNC | S08 K08
SIR 0012 L16B 16 20 11.5 140 33 10.5 TR18x4 S16S | K16
SIR 0014 L16B 16 20 12.5 140 36 211 TR20x4 S16S | K16
SIR 0014 M16UB 16 20 13.5 150 40 13.2 TR22x5 S16S | K16
SIR 0025 S22UB 22 25 - 250 19.5 TR40x7 S22S | K22

For LH holders call CPT
* Only right hand available




Thread Turning Toolholders &.C.PT

Carbide Shank Threading Bars
With coolant bore i e ” j

coolant borF D1
Carbide Shank Threading Bars
are used when chatter and
deflection are expected due
to long overhang in deep

ﬁ'x

small bores.
Ordering Code = Min i
Right gHand I b B o gg:ﬁ DN 3 Isr::Sr:\r:tv sé;r;zl\:v T(Zr; AFr:'\-/'iI Al?:'/n
SIR 0005 HO6CB 6 6 | 51| 60 | 100 | 26 | 43 | S06 - | Koe | - -
SIR 0007 K0SCB 8 8 | 66| 78 | 125 | 31 | 53 | sos - | Kos | - -
SIR 0008 KOSUCB 8U| 8 73| 90 | 125 35 | 6.6 | SO8 - | Kos | - -
SIR 0010 M11CB 11 10 | 10 | 12 150 | - 7.4 | S11 - K11 - -
SIR 0012 P11CB 11 12 |12 | 15 170 | - 8.4 | S11 - K11 - -
SIR 0016 R16CB 16 | 16 | 16 | 19 200 | - | 117 |st6S| - |Ki6 | - -
*SIR 0020 S16CB 16 | 20 | 20 | 24 250 | - | 137 | S16 | A16 | K16 | Al16 | AE16
*SIR 0025 S16CB 16 | 25 | 25 | 29 250 | - | 162 | S16 | A16 | K16 | Al16 | AE16
**SIR 0020 S22CB 22 | 20 | 19.3 | 24 250 | 100 | 15.6 | S22 - K22 | - -

* Carbide shank threading bars with anvil
** Helix angle: 3.5°
For LEFT HAND toolholders specify SIL instead of SIR

Vertical Toolholders

<
<

|

Min. Bore

D —
1
Y F \ /
%‘ T ‘<* '
Ordering Code = * Min Insert Torx
Right Hand { =4S I L o Bpre L 3 Screw Key
Diam.
SIR 0040T27V-T10 27 40 48 300 29 S27 K27
SIR 0050U27V-T10 27 50 58 350 34 S27 K27

*To be compared with given minimum bore profile.
For LEFT HAND toolholders specify SIL instead of SIR




&.C.PT Thread Turning Toolholders

Star Toolholders 022

SER0022H16 . SER0022H11

Ordering Code =7 | b | L | 11 | g |Insert| Anvil | Torx | RH | LH
Right Hand o Screw | Screw | Key | Anvil | Anvil

SER 0022 H11 11 22 100 40 | 13.3 | St11 - K11 - -

SER 0022 H16 16 22 100 40 | 14.6 | S16 A16 K16 | AE16 | Al16

For LEFT HAND toolholders specify SEL instead of SER




Modular Line @\C.P.T

Modular Line

Turning adaptors and boring bars
for internal applications of threading and grooving.

Demonstration

Advantages

High accurate turning ML adaptors provide full flexibility and easy adjustment.
Full repeatability.
A single boring bar fits to multi ML adaptors.

Reduces tool inventories - investing in a single boring bar, right and left hand ML
adaptors from the same size.

® ML adaptors support all CPT standard thread turning inserts sizes 16, 22 and 27 mm.
Grooving inserts size 16 mm fit the MLR/L 16 - 32 and MLR / L 16 - 40 adaptors.

® ML adaptors are coated with a high abrasive resistant nickel layer to prolong the ML
adaptors tool life.

Applications

Internal machining
Deep threads require high overhang with maximum rigidity
Grooving

Can be used on a large range of turning or multi-task machines




&crr Modular Line

High pressure coolant

ML boring bars and adaptors are designed with internal coolant allowing high
pressure up to 120 bar.

High pressure coolant reduces the cutting edge temperature, provides a better
chip evacuation and improves tool life.

The tools can also be used with normal coolant pressure.

Applications

Grooving

I

B 0

Threading

e Maximum overhang: 4 x D




Modular Line

&crr

Product Identification

ML Turning adaptors

-

Modular Line

Boring Bars

R = Right Hand
L = Left Hand 16

22
22U
27
27U

Insert Size

Adaptor Diameter
25=@25mm
32=@32mm
40 = @40 mm

Modular Line
Shank

Internal Toolholder
Round Shank

0025 = @25 mm
0032 = @32 mm
0040 = @40 mm

Length of
Toolholder

R =200 mm
S =250 mm
T=300 mm




&crr Modular Line

ML Turning Adaptors

I, ) @D Min.Bore

_ s Lc. | Min Insert | Anvil | Torx | RH LH

D Ordenng Code \~£ in B.ore L F Screw Screw Key Anvil Anvil
Diam.

25 *MLR 16 - 25 16 3/8 29 30 | 162 | S16P| - | K16P - -
25 *MLR 22 - 25 22 1/2 29 30 | 181 | s22P| - | Ke2zP - -
32 MLR 16 - 32 16 3/8 36 43 | 19.7 | S16P | A16P | K16P | Al16 | AE16
32 MLR 22 - 32 22 1/2 38 43 | 216 | S22P | A22P | K22P | AI22 | AE22
32 MLR 22U - 32 22U | 1/2U | 38 43 | 244 | S22P | A22P | K22P | Al22U | AE22U
40 MLR 16 - 40 16 3/8 44 43 | 237 | S16P | A16P | K16P | Al16 | AE16
40 MLR 22 - 40 22 1/2 46 43 | 256 | S22P | A22P | K22P | AI22 | AE22
40 MLR 22U - 40 22U | 1/2U | 46 43 | 281 | S22P | A22P | K22P | AI22 | AE22
40 MLR 27 - 40 27 5/8 48 43 | 266 | S27P | A27P | K27P | AI27 | AE27
40 MLR 27U - 40 27U | 58U | 48 43 | 29.4 | S27P | A27P | K27P | Al27U | AE27U

*Toolholders with no anvil
For LEFT HAND toolholders specify MLL instead of MLR

Boring Bars

Internal
Coolant

D Ordering Code L H C Screw Key
25 MLS 0025 R 200 23 G1/4” S420, S435 K3
32 MLS 0032 S 250 30 G3/8” S520, S550 K4
40 MLS 0040 T 300 36 G1/2” S520, S550 K4

External ML adaptors (for external threads) are available upon request and can be used on
the same MLS boring bars.




Thread Turning Toolholders &.C.PT

Quick Change Polygon Threading Toolholders

® Polygon shank

® 150 standard (26623) compliant for toolholding systems

® Polygon taper ensures automatic radial centering and even pressure around the coupling

® Enable quick tool changes ISO standard coupling system with a 1.4 degree tapered polygon
shank design

® Interchangeable with leading manufacturers

External Toolholders

Internal Coolant Bore
Equivalent . Insert | Anvil Torx RH LH

to... CEELHS 2 F o Screw | Screw key Anvil Anvil
C4 P40-SER 27050-16 16 40 27 50 S16 | A16 | K16 | AE16 | Al16
C5 P50-SER 35060-16 16 50 35 60 S16 | A16 | K16 | AE16 | Al16
C6 P63-SER 45065-16 16 63 45 65 S16 | A16 | K16 | AE16 | Al16
C4 P40-SER 27050-22 22 40 27 50 S22 | A22 | K22 | AE22 | AI22
C5 P50-SER 35060-22 22 50 35 60 S22 | A22 | K22 | AE22 | AI22
(o P63-SER 45065-22 22 63 45 65 S22 | A22 | K22 | AE22 | Al22
cs P80-SER 55080-16 16 80 55 80 S16 | A16 | K16 | AE16 | Al16
cs P80-SER 55080-22 22 80 55 80 S22 | A22 | K22 | AE22 | AI22
C6 P63-SER 45065-27 27 63 45 65 S27 | A27 | K27 | AE27 | AI22

For LEFT HAND toolholders specify SEL instead of SER




&.CPT Thread Turning Toolholders

Internal Toolholders

Internal Coolant Bore

Min. Bore

. Min. .
Equivalent Ordering Code D F Bore | LA Lo Insert | Anvil | Torx RH_ LH_
to... Dia Screw | Screw | key | Anvil | Anvil

* P40-SIR 12060-16 16 40 | 11.7 | 20 60 | 37 S16 - K16 - -

P40-SIR 14060-16 16 40 | 135 | 25 60 | 38 S16 | A16 | K16 | Al16 | AE16
C4 P40-SIR 17070-16 16 40 | 16.0 | 29 70 | 48 S16 | A16 | K16 | Al16 | AE16
P40-SIR 22090-16 16 40 | 19.5 | 36 90 | 69 S16 | A16 | K16 | Al16 | AE16
P40-SIR 27080-16 16 40 | 235 | 44 80 | 60 S16 | A16 | K16 | Al16 | AE16

* P50-SIR 12060-16 16 50 | 11.7 | 20 60 | 35 S16 > K16 = =
P50-SIR 14060-16 16 50 | 135 | 25 60 | 36 S16 | A16 | K16 | Al16 | AE16
C5 P50-SIR 17070-16 16 50 | 16.0 | 29 70 | 47 S16 | A16 | K16 | Al16 | AE16

P50-SIR 22090-16 16 50 | 19.5 | 36 90 | 68 S16 | A16 | K16 | Al16 | AE16
P50-SIR 27105-16 16 50 | 235 | 44 |105 | 84 S16 | A16 | K16 | Al16 | AE16

P63-SIR 14070-16 16 63 | 135 | 25 70 | 42 S16 | A16 | K16 | Al16 | AE16
cé P63-SIR 17075-16 16 63 | 16.0 | 29 75 | 48 S16 | A16 | K16 | Al16 | AE16
P63-SIR 22090-16 16 63 | 195 | 36 90 | 64 S16 | A16 | K16 | Al16 | AE16
P63-SIR 27105-16 16 63 | 235 | 44 |105 | 80 S16 | A16 | K16 | Al16 | AE16
* P40-SIR 15065-22 22 40 | 154 | 25 65 | 42 S22 - K22 - -
ca P40-SIR 19070-22 22 40 [ 179 | 29 70 | 48 S22 | A22 | K22 | Al22 | AE22
P40-SIR 22090-22 22 40 | 214 | 38 90 | 69 S22 | A22 | K22 | Al22 | AE22
P40-SIR 27080-22 22 40 | 254 | 46 80 | 60 S22 | A22 | K22 | Al22 | AE22
* P50-SIR 15065-22 22 50 | 154 | 25 65 | 41 S22 - K22 - -
c5 P50-SIR 19070-22 22 50 | 17.9 | 29 70 | 47 S22 | A22 | K22 | Al22 | AE22
P50-SIR 22090-22 22 50 | 214 | 38 90 | 68 S22 | A22 | K22 | Al22 | AE22
P50-SIR 27105-22 22 50 | 254 | 46 |105 | 84 S22 | A22 | K22 | Al22 | AE22
P63-SIR 19075-22 22 63 | 17.9 | 29 75 | 48 S22 | A22 | K22 | Al22 | AE22
Cé6 P63-SIR 22090-22 22 63 | 21.4 | 38 90 | 64 S22 | A22 | K22 | Al22 | AE22

P63-SIR 27105-22 22 63 | 254 | 46 |105 | 80 S22 | A22 | K22 | Al22 | AE22

For LEFT HAND toolholders specify SIL instead of SIR
* Holders without anvil
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Thread Helix Angle

Pitch
A 4 3 2 ™
5 5
Tan f =
wtxD

4 1o 6

Simplified formula
3 Ij 8 p=20P/D
25 10

Example:
2 12 D =30 mm (1.18")
1'5 ;i P = 1.5 mm (16 TPI)

B = 20x 1.5_ n
0.5 48 30

mm 10 20 30 40 50 60 75 Zameter
inch 3/8 3/4 125 1.5 2 25 3

Standard and Slanted Anvils

CPT Toolholder Pockets have a built in 1.5° helix angle. This angle may be
adjusted to better match the thread helix angle by simply changing the anvil.

Negative [’/
Helix A

Negative helix is usually used when threading RH thread with LH Holder or LH Toolholder
thread with RH Holder.

Toolholder

L IC | PocketAngle Y—>4.5° BIoN 2.5° 1.5° 0.5° -0.5° -1.5°
Standard

16 3/8 | EX-RHORIN-LH | AE16+4.5 | AE16+3.5 | AE16+2.5 AE16 AE16+0.5 | AE16-0.5 | AE16-1.5
16 3/8 | EX-LHORIN-RH | Al 16+4.5 Al 16+3.5 Al 16+2.5 Al 16 | Al16+0.5 |Al16-0.5 |Al16-1.5
22 1/2 | EX-RHORIN-LH | AE22+4.5 | AE22+3.5 | AE22+2.5 AE22 AE22+0.5 | AE22-0.5 | AE22-1.5
22 1/2 | EX-LHORIN-RH | Al 22+4.5 Al 22+3.5 Al 22+2.5 Al 22 Al22+0.5 | AI22-05 |Al22-15
22U 1/2U| EX-RH OR IN-LH | AE22U+4.5 | AE22U+3.5 | AE22U+2.5 | AE22U | AE22U+0.5 | AE22U-0.5| AE22U-1.5
22U 1/2U| EX-LHORIN-RH | Al 22U+4.5 | Al 22U+3.5 | Al22U+2.5 | Al22U | Al 22U+0.5 | Al 22U-0.5 | Al 22U-1.5
27 58 | EX-RHORIN-LH | AE27+4.5 | AE27+3.5 | AE27+2.5 AE27 AE27+0.5 | AE27-0.5 | AE27-1.5
27 5/8 | EX-LHORIN-RH | Al 27+4.5 Al 27+3.5 Al 27+2.5 Al 27 Al27+0.5 | Al27-0.5 |Al27-1.5
27U 5/8U | EX-RH OR IN-LH | AE27U+4.5 | AE27U+3.5 | AE27U+2.5 | AE27U | AE27U+0.5 | AE27U-0.5| AE27U-1.5
27U 5/8U | EX-LHORIN-RH | Al 27U+4.5 | Al27U+3.5 | Al27U+2.5 | AlI27U | Al 27U+0.5 | Al 27U-0.5 | Al 27U-1.5
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Anvil Kits

5 AE and 5 Al anvils with various helix angles

[AEZ A X

o«

E (FOREX.RH. & IN.LH.) Al (FOR IN.RH. & EX.LH.)

Ordering Code Contents

KA AE16+4.5 AE16+3.5 AE16+2.5 AE16+0.5 AE16-1.5

16 Al 16+4.5 Al 16+3.5 Al 16+2.5 Al 16+0.5 Al 16-1.5

AE22+4.5 AE22+3.5 AE22+2.5 AE22+0.5 AE22-1.5

KA22 Al 22+4.5 Al 22+3.5 Al 22+2.5 Al 22+0.5 Al 22-1.5
KA22U AE22U+4.5 AE22U+3.5 AE22U+2.5 AE22U+0.5 AE22U-1.5
Al 22U+4.5 Al 22U+3.5 Al 22U+2.5 Al 22U+0.5 Al 22U-1.5

KA AE27+4.5 AE27+2.5 AE27-1.5

27 Al 27+4.5 Al 27+2.5 Al 27-1.5
KA27U AE27U+4.5 AE27U+2.5 AE27U-1.5
Al 27U+4.5 Al 27U+2.5 Al 27U-1.5
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Standard Kits

Threading Kits are a versatile solution

for users that cut a variety of thread

types in limited quantity and do not want
to sacrifice thread quality.

External ISO Kit Internal ISO Kit
Ordering Code: KEG  Ordering Code: KIG

INSERTS

16 ER A60 P25C

16 ER G60 P25C

16 ER 0.75 ISO P25C
16 ER 1.0 ISO P25C
16 ER 1.25 ISO P25C
16 ER 1.5 [SO P25C
16 ER 1.75 ISO P25C
16 ER 2.0 ISO P25C
16 ER 2.5 [SO P25C
16 ER 3.0 ISO P25C

INSERTS

16 IR A60 P25C

16 IR G60 P25C

16 IR 0.75 ISO P25C
16 IR 1.0 ISO P25C
16 IR 1.25 ISO P25C
16 IR 1.5 ISO P25C
16 IR 1.75 ISO P25C
16 1R2.0 ISO P25C
16 IR 2.5 ISO P25C
16 IR 3.0 ISO P25C

TOOLHOLDERS TOOLHOLDERS
SER 2020 K16 SIR 0020 P16
KEY KEY

K16 K16

SCREW SCREW

S16 S16

If a larger toolholder with a 25 mm shank is required, add to the kit 25. For example: KIG - 25
BMA grade is also available. For example: KEG - BMA

Miniature & Ultra-Miniature Kits

Ordering Cod No. of Contents

raering Lode Type Inserts Inserts Boring Bar Key
KU60M - BXC ULTRA 10 06 IR A60 BXC SIR 0005 HO6 K6
KM60M - BXC MINI 10 08 IR A60 BXC SIR 0007 K08 K8
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Inserts’ Kits

Type B Kits

Type B threading inserts.

A combination of ground profile and
sintered chip-breaker threading inserts.
BMA Grade: Sub-Micron carbide grade
with TiAIN multi-layer Coating.

EXTERNAL ISO KIT INTERNAL ISO KIT
KEMB - BMA KIMB - BMA
16 ERB 1.0 ISO BMA-2 Pcs 16 IRB 1.0 1SO BMA-2 Pcs
16 ER B 1.25 ISO BMA-2 Pcs EX-RH 16 IR B 1.25 ISO BMA-2 Pcs IN-RH
16 ERB 1.5 ISO BMA-2 Pcs 16 IRB 1.5 1SO BMA-2 Pcs
16 ER B 1.75 ISO BMA-2 Pcs 16 IR B 1.75 ISO BMA-2 Pcs
16 ERB 2.0 ISO BMA-2 Pcs 16 IRB 2.0 I1SO BMA-2 Pcs

Standard Inserts’ Kits

EXTERNAL ISO KIT INTERNAL ISO KIT
16 ER 1.0 1SO-2 Pcs 16 IR 1.0 ISO-2 Pcs
16 ER 1.25 1ISO-2 Pcs 16 IR 1.25 ISO-2 Pcs
16 ER 1.5 1SO-2 Pcs 16 IR 1.5 [SO-2 Pcs
16 ER 1.75 1SO-2 Pcs 16 IR 1.75 ISO-2 Pcs
16 ER 2.0 1SO-2 Pcs 16 IR 2.0 ISO-2 Pcs

Ordering Code: KEM - Ordering Code: KIM -

Y Y

BMA BMA
BLU BLU
HBA HBA




Thread Turning Kits &.C.PT

Threading & Boring Combination Kit

A practical and convenient combination
kit for Ultra Miniature Threading and
Boring. It enables Boring and Threading =
of mini bores as small as /N P
6 mm diameter (1/4") RETS

with just one deep reaching

Carbide shank ultra mini Boring Bar.

Ordering Cod Contents
raering -ode Threading Insert Turning Inserts Boring Bar Key
KC6TM 06 IR A60 BXC 06 IR TURN BMA SIR 0005 HO6CB K6
10 Pcs 10 Pcs

BMA - Coated carbide grade for medium to high cutting speeds
BXC - Coated carbide grade for low cutting speed - 40 to 90 m/min
CB - carbide shank boring bar with coolant bore
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Carbide Grade Selection

Choose the CPT grade specifically formulated for your application from the following list:

Coated Grades

HBA

Extra-fine sub-micron grade with high toughness, for optimized performance on hardened steels

(H10-H25) and cast iron up to 62HRc, titanium alloys and super alloys (hastelloy, inconel and nickel based
(S10-525)  alloys).
BLU PVD triple layer coated sub-micron grade for stainless steels, cast iron, titanium, non ferrous
(M10-M20) metals and most of the high temperature alloys.
(K05-K20)
(N10-N20)
(S10-S20)
BMA PVD TiAIN coated sub-micrograin grade for stainless steels and exotic materials at medium to high
(P20-P40) cutting speeds.
(K20-K30)
P25C PVDTiN coated grade for treated and hard alloy steels (25 HRc & up) at medium to low cutting
(P15-P35)  speeds.
MXC PVDTiN coated micrograin for free cutting untreated alloy steels (below 30 HRc), for stainless
(K10-K20)  steels and cast iron.
(P10-P25)
BXC PVDTiN coated grade for low cutting speed.
(P30-P50)  Works well with wide range of stainless steels.
(K25-K40)
Uncoated Grades
P30* Carbide grade for carbon and cast steels, works well at medium to low cutting speeds.
(P20-P30)
K20* Carbide grade for non ferrous metals, aluminum and cast iron.
(K10-K30)

* Upon request

Note:

Due to our unique and specialized production techniques, CPT coated inserts provide superior cutting
performance and exceptionally long tool life.

Grade availability per inserts size

Grade HBA BLU BMA P25C MXC BXC P30 K20

e | e | S | e | e e | oo

05 o7 b 05 o7 22 27, 22 27, 06, 08 Sy | 11,1622

Insert : » &1, 33U 33U 27, 33U
sizes 33U,
Type-B Type-B
11, 16 11, 16

Type B - Threading Inserts

A combination of ground profile, and sintered chip-breaker threading inserts.

Unlike most other manufacturers inserts, this combination ensures a consistent
high quality thread, with precise shape and dimensions.
Two different unique styles of chip-breaker were designed to suit the different

specific requirements of Internal threads and External threads.
All of CPT Type B inserts are made of BMA Sub-Micrograin grade.
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Recommended cutting speed (m/min) for thread turning inserts

Stallﬁ%rd Material Condition

HBA BLU BMA | P25C | MXC BXC K20 P30

<0.25%C Annealed

>0.25%C Annealed
Non-Alloy Steel Quenched
and Cast Steel, | <0-55%C | g Tempered 110-210 120-180 | 100-180 [100-180| 70-150 50-130

Free Cutting Steel >0.55%C Annealed
Quenched
& Tempered
Low Alloy Steel and Cast Annealed
Steel (less than 5% alloying Quenched 90-140 | 80-130 | 70-120 | 70-120 | 60-90 50-80
elements) & Tempered
Annealed
High Alloy Steel, Cast Steel, _ _ g _ . =
i) S Quenched 70-90 | 60-80 | 50-60 | 55-70 | 50-60 40-50
& Tempered
Ferritic /
Stainless Steel Martensitic
and Cast Steel Martensitic
Austenitic
Ferritic /
Cast Iron Nodular (GGG) Pearlitic 120-150 [100-130 80-110 | 60-90
Pearlitic
Grey Cast Iron (GG) Ferritic 140-150 | 120-130 90-100 | 65-85
Pearlitic
Malleable Cast Iron Ferritic 110-140 | 100-130 80-100 | 60-85
Pearlitic
Not
Aluminum-Wrought Alloy Cureable 250-500 200-400{150-400{200-400 | 100-400
Cured

<=12% Si Cul\:acz)atble

Aluminum-Cast, ) . ) )
Alloyed Cured 280-500 200-500(150-350{200-500 | 110-300

o o High
>12% 81| Temperature

9 Free
>1% Pb Cutting

Copper Alloys Brass 190-350 150-250{110-180| 150-250| 90-150

Electrolytic
Copper

Duroplastics,

Non Metallic F'be;':'rzs‘"cs 200-300{150-210100-200{110-150

Rubber
Annealed
Cured
Annealed 20-80 | 30-65 | 25-60
Cured
Cast
Alpha

Titanium Alloys +Beta Alloys | 30-60 | 40-50 | 35-45 35-45
Cured

Hardened
45-50 HRc

Hardened
Hardened Steel 51-55 HRe 30-60 | 40-50 | 35-45

110-160 | 90-130 | 60-90 | 60-90 | 50-80 | 50-80

Fe based

High Temp. Alloys,
Super Alloys Ni or Co
based

Hardened
56-62 HRc

Chilled Cast Iron Cast 20-50 | 30-40 | 25-35
Cast Iron Hardened | 20-40 | 20-30 | 15-25
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Conversion of Cutting Speed to Rotational Speed

cutting speed to rotational Example

K

speed is calculated by the
following formula:

My

V x 1000 120x 1000
N = = =1274 RPM
JUxD 3.14 x30

4]

Conversion of a selected
NC

V=120 m/min

Number of passes and depth of cut per pass for multitooth insert

Pitch Insert Size No. of ; No. of Depth of Cut per pass
mm : Teeth Ordering Code Passes
L I.C. (in) 1 2 3 4
1.00 16 3/8 3 16 ER 1.0 ISO 3M 2 038025
1.50 16 3/8 2 16 ER 1.5 ISO 2M 3 | 042030020
ISO 1.50 22 1/2 3 22 ER 1.5 ISO 3M 2 | 055|037
External 2.00 22 1/2 2 22 ER 2.0 ISO 2M 3 | 057040028
2.00 22 1/2 3 22 ER 2.0 ISO 3M 2 076 | 0.49
3.00 27 5/8 2 27 ER 3.0 1SO 2M 4 059 |051|042]032
1.00 16 3/8 3 16 IR 1.0 ISO 3M 2 033025
1.50 16 3/8 2 16 IR 1.5 ISO 2M 3 038029020
ISO 1.50 22 1/2 3 22 IR 1.5 1SO 3M 2 | 050|037
Internal 2.00 22 1/2 2 22 IR 2.0 ISO 2M 3 052037026
2.00 22 1/2 3 22 IR 2.0 ISO 3M 2 070|045
3.00 27 5/8 2 27 IR 3.0 ISO 2M 4 058046 | 039|030
16 16 3/8 2 16 ER 16 UN 2M 3 | 044031022
16 22 1/2 3 22 ER 16 UN 3M 2 | 058 0.39
UN 12 22 1/2 2 22 ER 12 UN 2M 3 | 059042030
External 12 22 1/2 3 22 ER 12 UN 3M > 078052
8 27 5/8 2 27ER 8 UN 2M 4 062|054 045|035
16 16 3/8 2 161R 16 UN 2M 3 | 042028022
16 22 1/2 3 22 R 16 UN 3M 2 | 055|037
Intl;:\rﬂal 12 22 1/2 2 22 1R 12 UN 2M 3 | 053038031
12 22 1/2 3 22 1R 12 UN 3M 2 074048
8 27 5/8 2 27IR 8 UN 2M 4 063|050 040|030
Whitworth 14 16 3/8 2 16 ER 14 W 2M 3 |052]037]|027
55° 14 22 1/2 3 22ER 14 W 3M 2 070|046
External 11 22 1/2 2 22ER 11 W 2M 3 | 067|047 | 034
Whitworth 14 16 3/8 2 161R 14 W 2M 3 |052]037]|027
55° 14 22 1/2 3 22IR 14 W 3M 2 070 | 0.46
Internal 11 22 1/2 2 2R 11 W 2M 2 | 067|047 | 034
14 16 3/8 2 16 ER 14 NPT 2M 3
NPT 1.5 22 1/2 2 22 ER 11.5NPT 2M 4 | 054|047 037030
External 11.5 27 5/8 3 27 ER11.5 NPT 3M 4 0.76 | 0.54 | 0.38
8 27 5/8 2 27ER 8 NPT2M 4 081|060 055|045
14 16 3/8 2 16 IR 14 NPT 2M 3
NPT 1.5 22 1/2 2 22 IR 11.5 NPT 2M 4 | 054|047 037030
Internal 1.5 27 5/8 3 27 IR 11.5 NPT 3M 4 0.76 | 0.54 | 0.38
8 27 5/8 2 271R 8 NPT2M 4 | 081|060 055|045
10 22 1/2 2 22 ER10APIRD 2M 3 | 060|050 | 0.31
AEP' tR°““|d 10 27 5/8 3 27ER10APIRD3M 2 1.00 | 0.41
xiemna 8 27 5/8 2 27ER 8APIRD 2M 3 | 080|060 | 041
10 22 1/2 2 22 1R 10APIRD 2M 3 | 060|050 | 0.31
APl Round
ntormal 10 27 5/8 3 271R 10APIRD 3M 2 1.00 | 0.41
8 27 5/8 2 271R 8APIRD 2M 3 080|060 | 041

A04-4
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Number of threading passes selection for single point inserts

Pitch: mm | 05 | 08 | 1.0 | 125 | 15 | 175 | 20 | 25 30 | 40 6.0
: TPI | 48 | 32 | 24 | 20 16 14 12 10 8 6 4
’,;'g;“szgr & 36 | 47 | 49 | 610 | 511 | 912 | 613 | 7-15 | 817 | 10-20 | 11-22

NOTES:

1. For most standard applications the middle of the range is a good starting point.

2. For most materials, the tougher the material, the higher the number of cutting passes you should select.
3. As a general rule of thumb, fewer passes are better than more speed.

Thread Turning Methods
EX-RH EX-LH

Thread Thread
EX-LH EX-LH
Ch It - Toolholder
Neggﬁ\?eo Toolholder
Anvil & Insert

Change to
Negative
Anvil
>
If you want to turn an EX-RH
Toolholder EX-LH Thread and Toolholder
2 you only have EX-RH (r123)er
Insert & Toolholder.
IN'RH If you want to turn an IN-RH IN' LH
Thread but you prefer to pull the
Th read metal chips while Thread Turning Th read
outwards, you should use an
Change to IN-LH Insert & Toolholder.
Negative
Anvil
IN-LH
IN-LH
Toolholder Tcgollfr:gtladner

& Insert

-
‘lll ,,,,, .
LU

IN-RH
Toolholder
& Insert

Toolholder
& Insert
Change to
Negative

Anvil
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Important Points about CPT
Threading Inserts

1. In most thread forms P/8
internal and external > = »P/A'
threads have different P % 4. Profiles of CPT
Sgcﬁgha?ggor?d” thus H> 5‘ |rr1\terrzjal & external
threading inserts
interchangeable Screw Nut are preaglon ground
to ensure accurate
thread geometry
when usecéln their
correspondin
2. The Insert relief toolhorl)dersI J
angle of a standard

Using internal inserts
with-an external holder
will result in distortion of angle
and insert geometry.

CPT external

toolholder is 10°; for an
internal toolholder it is 15°.
This 5° difference is

to provide additional
necessary radial clearance.

5.Insert and toolholder
3. Our built-in relief angles should always match.
ensure automatic insert An IN-RH insert must be

flank angle clearance. used with an IN-RH
.
©____ _& toolholder.
B - L\,, No mismatch is allowed.
© - ‘\‘;“

Flank Clearance Angle »
of W o

W= 58 58 26° 2.6 100 124 58 05

w=ArcTan (Tan o x Tan )

o

¢=10° for External toolholders

W= 88 88 . .° 0.8° ¢= 15° for Internal toolholders

20=60" o 45 o=T’
ISO, UN TRAPEZ AMERICAN SAGE
PARTIAL 60 ACME BUTTRESS (DIN 513)

NPT STACME
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Anvil Change Recommendation

Pieh A As can be seen from the chart, some Pitch to Diameter combinations require an anvil change. If change is

TEL_mm required, use AE anvils for EX-RH and IN-LH toolholders and Al anvils for IN-RH and EX-LH toolholders.
2 S eclal & A ACME
|
9 [ hoider My, STUB ACME
| s required N &f’ TRAPEZ (DIN 103)
&, Ay ROUND (DIN 405)
35 7 <
JaAY X
4 6 Standard anvil
(supplied with
5| 5 / / toolholder)
/
6| 4 B
35 / |
8| 3 [ILL — |
10| 250 )/ —
12] 2 / — [Change to anvil AE or Al+0.5° | —|
16| 1.5 ‘ ‘ ‘ ‘ ‘
\ \ \ \ \ >
mm: 510 20 30 40 50 60 70 80 90 100 110 120 130 140
Inch: 025 050 075 1 125 150 2 250 3 4 5 Diameter

Pitth A As can be seen from the chart, most applications do not require an anvil change. If change is required, use AE

TPL™™H anvils for EX-RH and IN-LH toolholders and Al anvils for IN-RH and EX-LH toolholders.
25) 10 ‘ ‘ PARTIAL PROFILE 60°
9 [Special PARTIAL PROFILE 55°
holder
3 | 8 Hrequired | IS0
35| 7 UN
' WHIT.
41 6 NPT
5| 5 standard anvil BSPT
(supplied with
6 4 toolholder)
35
8| 3 /
10| 25 AL
12] 2
161 15
mm: 510 20 30 40 50 60 70 80 90 100 110 120 130 140 -
Inch: 025 0.50 075 1 125 150 2 250 3 4 5 lameter
Pitch . . . . -
. CmmA As can be seen from the chart, most applications require an anvil change. In most cases a negative anvil is
— | required. Use AE anvils for EX-RH and IN-LH toolholders and Al anvils for IN-RH and EX-LH toolholders.
25| 10 ‘ Standard anvil B
(supplied with
9 1 Special 5 ftoolholder) AMERICAN
holder | /1/%27 BUTTRESS
3| 8 [—irequired 3 SAGENGEWINDE
S (DIN 513)
35| 7 4
Ny Wrong
4| 6
Before Anvil change
5|5 -
Replacing the standard anvil with
an anvil with negative angle,
6 4 will eliminate side rubbing
35
8| 3
10| 2.5 H
12 2 ES
16| 1.5 Pl
Correct

mm: 510 20 30 40 50 60 70 80 90 100 110 120 130 140
Inch: 025 050 0.75 1 125 1.0 2 2.50 3 4 5 Diameter After Anvil Change
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Thread Turning - Step by Step

Step 1: Choose Thread Turning Method from page A04-5

Step 2: Choose Insert

Step 3: Choose Toolholder

Step 4: Choose Insert Grade

Step 5: Choose Thread Turning Speed

Step 6 : Choose Number of Threading Passes

In most cases the above mentioned 6 steps would be the steps needed to ensure a good thread. When cutting more
complicated threads such as TRAPEZ, ACME, BUTTRESS or SAGE, it is advisable to check the effect of the thread
"HELIX ANGLE" 8 on the “RESULTANT FLANK CLEARANCE" €. If €is smaller than 2°, an anvil change is required.
Step 7: Find Thread Helix Angle

Step 8: Choose Correct Anvil

EXAMPLES:
Example No. 1:
External Right Hand

Step 1: Choose Thread Turning Method 1SO Thread
from page A04-5, we chose EX - RH Insert & Toolholder

P=1.5mm
Step 2: Choose Insert from page A01-7: 16 ER 1.5 1SO
Step 3: Choose Toolholder from page A02-3: SER 2020 K16 E f
- --O
Step 4: Choose Insert Grade from selection on page A04-2 EV

Our choice for Alloy Steel is Grade P25C

Step 5: Choose Thread Turning Speed from chart on page A04-3,
we chose 100 m/min

Alloy Steel

_ _ 100 X 1000 <«
Rotational Speed calculation: | N=—F==7==1065 rpm

Step 6: Choose Number of Threading passes
from table on page A04-5, we chose 8 passes

Example No. 2:

Step 1: Choose Thread Turning Method from page A04-5
Usually, an IN-RH Toolholder and Insert will be chosen,
however, in this particular case we prefer to pull the metal
chips while thread turning outward, thus we chose to work
with IN-LH Insert & Toolholder IN-RH 12 UN

Thread
Step 2: Choose Insert from page A01-11:16 IL 12 UN

Step 3: Choose Toolholder from page A02-8: SIL 0025 R16
Note: since we thread cut IN-RH thread outward with an
IN-LH tool, do not forget to replace the standard anvil
(supplied with the holder) with a negative anvil AE16-1.5

IN-LH
Toolholder
& Insert

Change ANVIL
to Negative
Anvil

Step 4: Choose Insert Grade from selection on page A04-2
Our choice for Brass is Grade K20

Step 5: Choose Thread Turning Speed from chart on page A04-3,
we chose 150 m/min

150 X 1000
. . =—————=1254 RPM
Rotational Speed calculation: TTx 38.1

Step 6: Choose Number of Threading passes from table
on page A04-5, we chose 9 passes
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Example No. 3:

Step 1: Choose Thread Turning Method from page A04-5 EX-RH. AMERICAN BUTTRESS
We chose EX-RH Insert & Toolholder. 12 TPl on 40 mm diameter.
Stainless Steel 304
Step 2: Choose Insert from page A01-31: 16 ER 12 ABUT
Step 3: Choose Toolholder from page A02-3: SER 2525 M16
Step 4: Choose Insert Grade from selection on page A04-2
Our choice for Stainless Steel is Grade BMA @
Step 5: Choose Thread Turning Speed from chart on page A04-3
We chose 120 m/min. N = J20X1000 _ o) com
Rotational Speed calculation: JT X 40
Step6:  Choose Number of Threading passes \*fv‘?maacgna%gﬂevj&%“ﬁg;gt?\?g"
from table on page A04-5. We chose 13 passes angle will eliminate side rubbing
Step 7: Find Thread Helix Angle: on page A02-19 for Pitch of 12 TPI and
40 Diameter Helix Angle as shown in the chart is 1°
Step 8: Choose correct Anvil: As can be seen from the chart on wogatvoama | COTTECE

page A04-7, for AMERICAN BUTTRESS Thread, for 12 TPl and 40
Diameter a negative anvil AE16-1.5 should replace the standard
anvil supplied with the toolholder

Troubleshooting

Crater Wear

Anvil chosen:
AE16-1.5

Chipping Build-up Edge

y / ”(l/’
i ' j . >

1. Use a tougher carbide grade

2. Eliminate tool overhang

3. Check if insert is correctly
clamped

4. Eliminate vibration

Thermal Cracking

=
L

1. Reduce cutting speed
2. Apply coolant fluid
3. Use a tougher carbide grade

1. Reduce cutting speed
2. Apply coolant fluid
3. Use a harder carbide grade

Deformation

1. Use a harder carbide grade
2. Reduce cutting speed

3. Reduce depth of cut

4, Apply coolant fluid

1. Increase cutting speed
2. Use a tougher carbide grade

Fracture

-
_af

1. Use a tougher carbide grade

2. Reduce depth of cut
3.Index insert sooner
4. Check machine and tool stability
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Threading Inserts Standards

Thread Profile Standard Thread Class

ISO DIN 13 6g/6H
UN ANSI B1.1-1989 2A /2B
WHITWORTH B.S. 84: 1956 Medium Class
NPT ANSI B1.20.1-1983 =
NPTF ANSI B1.20.3-1976 -
NPS ANSI B1.20.1-1983 -
NPSM ANSI B1.20.1-1983 -
BSPT B.S. 21: 1957 -
DIN 477 DIN 477 -
ACME ANSI B1.5-1988 3G (EXT), 3G / 2G (INT)
STUB ACME ANSI B1.5-1988 2G
TRAPEZ DIN 103 7e/7H
ROUND DIN 405 Class 7
UNJ MIL-S-8879C 3A/3B
MJ ISO 5855 4h/6h, 4H/5H
AMERICAN BUTTRESS ANSI B1.9-1973 Class 2
SAGENGEWINDE DIN 513 -
PG DIN 40430 =
V-0.040 API Spec7 -
V-0.038R API Spec7 =
V-0.050 API Spec7 -
V-0.055 API Spec7 -
API ROUND API Spec Standard 5B -
EXTREME — LINE CASING API Spec Standard 5B -
BUTTRESS CASING API| Spec Standard 5B -
VAM VAM -
HUGHES HUGHES =
PAC PAC -

DIN: Deutsches Institut fiir Normung

ANSI:  American National Standards Institute

API: American Petroleum Institute

B.S. British Standards

ISO: International Organisation for Standardization

MIL-S: Military Specification

NPT: American National Standard Taper Pipe Thread
NPTF: National Standard Taper Fuel:Dryseal USA
PAC:  Pacific Asia Connection

NPS:  Straight thread,same as NPT without taper
NPSM: Free-Fitting Mechanical Joints
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Mini Chamfer and Countersink
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Solid Carbide radius fillet End-Mills

Application example
[ ]
Cutting Data
Cutting Speed Fz [mm/tooth]
ISO Materials Class Ve
(m/min) 0102 | ©304 | O608 | G10-012 @ O16
Low & Medium Carbon Steels
<0.55%C 60-70 0.010 0.012 0.015 0.020 0.030
P High Carbon Steels =0.55%C 40-60 0.010 0.012 0.015 0.020 0.030
Alloy Steels, Treated Steels 30-40 0.010 0.012 0.013 0.017 0.025
Stainless Steel-Free Cutting 20-30 0.007 0.010 0.010 0.015 0.020
M
Stainless Steel-Austenitic 20-30 0.007 0.010 0.010 0.015 0.020
Cast Steels 20-30 0.007 0.010 0.010 0.015 0.020
Cast Iron 30-40 0.010 0.012 0.013 0.017 0.025
Aluminum =6%Si, Copper 70-100 0.012 0.012 0.015 0.020 0.030
Aluminum >6%Si 90-150 0.012 0.012 0.015 0.020 0.030
Synleies, clIpplElos, 100-150 0.015 0.025 0.030 0.040 0.050
thermoplastics
Nickel alloys, Titanium alloys. 15-30 0.007 0.010 0.010 0.015 0.020
Hardened Steel, 45-50 HRc 20-40 0.007 0.010 0.013 0.017 0.025
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Countersink

Cutting Data

Cutting Speed Feed
ISO Materials Class Ve d fz
(m/min) mm/tooth
Low & Medium Carbon Steels <0.55%C 120 - 240 03-04 0.04 - 0.06
P | High Carbon Steels =0.55%C 80 - 180
05-06 0.05-0.07
Alloy Steels, Treated Steels 50 - 120
Stainless Steel-Free Cutting 70-100 o8 0.06-0.08
M
Stainless Steel-Austenitic 60 - 140 @10 0.07 - 0.10
Cast Steels 70-100
a12 0.08 - 0.15
Cast Iron 80 - 160
Aluminum <6%Si, Copper 150 - 500
Aluminum >6%Si 100 - 250
Synthetics, duroplastics, thermoplastics 80 - 200
Nickel alloys, Titanium alloys. 30-90
Hardened Steel, 45-50 HRc 60 - 70

Hardened Steel, 51-58 HRc 50 - 60




