CGMT
GMT Threading Inserts
A Standard Range

GMT the World's Most Comprehensive Range of
Carbide Threading Inserts

None of the large cemented carbide
manufacturers have anywhere near the same
range as that available from GMT.

The reason is simple. Threading is a fairly small

part of all machining operations, and has been

neglected by major carbide companies who V-profile Full-profile
offer only a limited range of the most common

profiles.

On the other hand GMT
has a range that covers all
of the threads used
throughout the world. The
main product range

is concentrated on inserts
and toolholders for

Full-profile Inserts for the Perfect Thread

The GMT full-profile insert has the entire thread
profile formed in the insert in accordance with
standard specifications.

threading. ' ‘ .

And since the insert has the complete profile, the
In simple terms, GMT is a thread produced will be perfectly formed ,
specialist. concentric and free from burrs.

Sintered-in-Chipbreakers

Few manufacturers can offer threading
inserts with sintered-in-chipbreakers.

But GMT can.

The advantage of sintered-in chipbreakers is s ‘
that a greater freedom is available in
designing the chipbreaker geomertry.

And the opportunities suddenly open up for
producing the optimum chipbreaker form
even on threading inserts.
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Threading inserts
ISO Partial profile 60°

CGMT

602
Tl
Q

Helix Part No. Dimensions in mm Tool holder
mm TPI right-hand | left-hand | d t l, R
External
'31‘__ 0.5-1.5 48-16 16ER A60 16EL A60 16.5 | 9.525 0.8 0.6 | 0.08 | CER/L16
0.5-3.0 48-8 16ER AG60 16EL AG60 1.5 1.1 0.18
1.75-3.0 14-8 16ER G640 16EL G60 1.5 1.1 0.08
| 3.5-5.0 7-5 22ER N60 22EL N60 22 12.7 2.5 2.0 | 0.40 | CER/L22
Internal
0.5-1.5 48-16 TTNR A60 TTNL A60 11 6.35 0.8 0.6 | 0.08 SNR/L 11
r 0.5-1.5 48-16 16NR A60 16NL A60 16.5| 9.525 0.8 0.6 | 0.08 CNR/L 16
0.5-3.0 48-8 16NR AG60 16NL AG60 1.5 1.1 0.18
Type S 1.75-3.0 14-8 16NR G640 16NL G60 1.5 1.1 0.08
3.5-5.0 7-5 22NR N60 22NL N60 22 | 12.7 2.5 2.0 | 0.40 CNR/L 22
Right-hand version shown,
external
65§
ISO Partial profile 55°
Helix Part No. Dimensions in mm Tool holder
s mm TPI right-hand [ left-hand d t L R
17 R External
0.5-1.5 48-16 16ER A55 16EL A55 16.5 | 9.525 0.8 0.6 | 0.08 CER/L 16
1.75-3.0 14-8 16ER G55 16EL G55 1.5 1.1 0.18
| 3.5-5.0 7-5 22ER N55 22EL N55 22 12.7 2.5 2.0 | 0.40 CER/L 22
5 Internal
3 0.5-1.5 48-16 11TNR A55 1TNL A55 11 6.35 0.8 0.6 0.08 SNR/L 11
0.5-1.5 48-16 16NR A55 16NL A55 16.5| 9.525 0.8 0.6 | 0.08 CNR/L 16
Type S 17530 | 148 16NR G55 16NL G55 1.5 | 1.1 | 0.8
3.5-5.0 7-5 22NR N55 22NL N55 22 12.7 2.5 2.0 | 0.40 CNR/L 22

Right-hand version shown,
external



Threading inserts
ISO Metric

Type S

Helix Part No. Dimensions in mm Tool holder
mm right-hand left-hand Llod ]t
External
0.5 16ER 0.5 ISO 16EL 0.5 ISO 0.5 1.2
0.75 0.751SO 0.751SO 0.5 1.2
1.0 1.0 1SO 1.0 1SO 0.8 0.7
1.25 1.251SO 1.251SO 0.8 0.7
1.5 ).5C ISO 1.5 1SO 165 | 9.525| 0.8 0.7 CER/L 16
1.75 1.751SO 1.751SO 1.5 1.2
2.0 2.0 I1SO 2.0 ISO 1.5 1.2
2.5 2.5 ISO 2.5 1SO 1.5 1.2
3.0 3.0 ISO 3.0 ISO 1.5 1.2
3.5 22ER 3.5 ISO 22EL 3.5 ISO 2.5 2.0
4.0 4.0 I1SO 4.0 I1SO 22 127 | 25 2.0 CER/L 22
4.5 4.5 1SO 4.5 1SO 2.5 2.0
5.0 5.0 I1SO 5.0 I1SO 2.5 2.0
5.5 27ER 5.5 I1SO 27EL 5.5 ISO 27.5 [15.875| 3.2 2.0 CER/L 27
6.0 6.0 1SO 6.0 1SO 3.2 2.0
Internal
0.5 11NR 0.5 1SO 11NLO.5 1SO 05 |12
0.75 0.751SO 0.751SO 05 | 1.2
1.0 1.0 ISO 1.0 ISO 08 | 0.7
1.25 1.251SO 1.251SO 1M | 635 | 08 | 0.7 SNR/L 11
1.5 1.5 1SO 1.5 1SO 0.8 |07
1.75 1.751SO 1.751SO 0.8 | 0.7
2.0 2.0 ISO 2.0 I1SO 08 | 0.7
0.5 16NR 0.5 ISO 16NL 0.5 ISO 0.5 1.2
0.75 0.751SO 0.751SO 0.5 1.2
1.0 1.0 1SO 1.0 1SO 0.8 | 0.7
1.25 1.251SO 1.251SO 08 |07
1.5 1.5 ISO 1.5 1SO 165 [ 9.525| 0.8 | 0.7 SNR/L 16
1.75 1.751SO 1.751SO 1.5 1.2 CNR/L 16
2.0 2.0 ISO 2.0 I1SO 1.5 1.2
2.5 2.5 1SO 2.5 I1SO 1.5 1.2
3.0 3.0 ISO 3.0 1SO 1.5 1.2
3.5 22NR 3.5 ISO 22NL 3.5 ISO 25 | 20
4.0 4.0 ISO 4.0 1SO 22 | 127 | 25 | 20 SNR/L 22
4.5 4.5 1SO 4.5 I1SO 25 | 20 CNR/L 22
5.0 5.0 ISO 5.0 ISO 25 | 20
5.5 27NR 5.5 1SO 27NL 5.5 ISO 27.5 |15.875| 3.2 2.0 CNR/L 27
6.0 6.0 I1SO 6.0 ISO 3.2 2.0

Right-hand version shown,
external




Threading inserts

NGT Gas Threads

CoMT

Helix Part No. Dimensions in mm Tool holder
TPI right-hand | left-hand d t 5
External
14 T6ER 14NGT 16EL 1ANGT 16.5 9.525 1.5 1.2 CER/L 16
Internal
LA 14 TTNR T4NGT TINL 14NGT 11 6.35 1.0 0.7 SNR/L T
Type S 14 16NR 14NGT 16NL 14NGT 16.5 9.525 1.5 1.2 CNR/L16
Right-hand version shown
external
NPT Line Pipe
Helix Part No. Dimensions in mm Tool holder
TPI right-hand | left-hand d t }
External
18 16ER 18NPT 16EL 18NPT
14 T6ER 14NPT 16EL 14NPT 16.5 | 9.525 | 1.5 1.2 | CER/L16
1.5 16ER 11.5NPT 16EL 11.5NPT
8 16ER 8NPT 16EL 8NPT
Internal
18 TTNR T8NPT 1TNL 18NPT 1 6.35 1.0 0.7 SNR/L 11
14 TTNR 14NPT TTNL T4NPT
Type S 18 16NR 18NPT 16NL 18NPT
14 T16NR 14NPT 16NL 14NPT 16.5 9.525 1.5 1.2 CNR/L 16
11.5 T6NR 11.5NPT T16NL 11.5NPT
8 16NR 8NPT T16NL8NPT

Right-hand version shown,
external




Threading inserts
Whitworth, BSW

Type S

Helix Part No. Dimensions in mm Tool holder,
TPI right-hand left-hand d t Iy
External

36 16ER 36W 16EL 36W 0.8 0.7

26 26W 26W 0.8 0.7

20 20W 20W 0.8 0.7

19 19W 19W 0.8 0.7

16 16W 16W 16.5 9.525 0.9 0.7 CER/L 16
14 14W 14W 1.5 1.2

12 12W 12W 1.5 1.2

11 11TW 11W 1.5 1.2

10 10W 10W 1.5 1.2

8 8W 8W 1.5 1.2

Internal

36 TTNR 36W 11NL 36W

26 26W 26W

20 20W 20W 11 6.35 1.0 0.7 SNR/L 11
19 19W 19W

16 16W 16W

14 14W 14W

36 16NR 36W 16NL 36W 0.8 0.7

26 26W 26W 0.8 0.7

20 20W 20W 0.8 0.7

19 19W 19W 0.8 0.7

16 16W 16W 16.5 9.525 0.9 0.7 CNR/L 16
14 14W 14W 1.5 1.2

12 12W 12W 1.5 1.2

11 1TW 1TW 1.5 1.2

10 10W 10W 1.5 1.2

8 8W 8W 1.5 1.2

Right-hand version shown,
external



R=0.137P

BSPT

Threading inserts

Helix Part No. Dimensions in mm Tool holder
TPI right-hand left-hand d t l,
External
19 16ER 19BSPT 16EL 19BSPT 0.8 0.7
14 14BSPT 14BSPT 16.5 9.525 1.5 1.2 CER/L 16
11 11BSPT 11BSPT 1.5 1.2
Internal
19 TTNR 19BSPT TINL 19BSPT 11 6.35 0.8 0.7 SNR/L 11
14 14BSPT 14BSPT
Type S 19 16NR 19BSPT 16NL 19BSPT 0.8 0.7
14 14BSPT 14BSPT 16.5 9.525 1.5 1.5 CNR/L 16
11 11BSPT 11BSPT 1.5 1.2
Right-hand version shown,
external
R=0.137P
¢ Helix Part No. Dimensions in mm Tool holder
l;p* I fighthand | lefthand d : ]
External
| 14 16ER 14BSG | 16EL 14BSG 16.5 9.525 1.5 1.2 CER/L 16
Internal
14 11NR 14BSG T1TNL 14BSG 11 6.35 1.0 0.7 SNR/L 11
Type S 14 16NR 14BSG 16NL 14BSG 16.5 9.525 1.5 1.2 CNR/L 16

Right-hand version shown,
external




Threading inserts
TR - DIN 103

Helix Part No. Dimensions in mm Tool holder
mm right-hand left-hand d f s
External
1.5 16ER 1.5TR 16EL 1.5TR 0.8 0.9
t|<— 2 16ER 2.0TR 16EL 2.0TR 16.5 9.525 1.5 1.4 CER/L 16
|3;‘~ 3 16ER 3.0TR 16EL 3.0TR 1.5 15
‘_L 4 22ER 4.0TR 22NR 4.0TR 22 12.7 2.5 20 CER/L 22
5 22ER 5.0TR 22NR 5.0TR 2.5 2.0
' Internal
15 11NR 1.5TR 11NL 1.5TR 11 6.35 0.9 0.7 SNR/L 11
2 11NR 2.0TR 11NL 2.0TR
5 1.5 16NR 1.5TR 16NL 1.5TR 0.8 0.9
Wpe 2 16NR 2.0TR 16NL 2.01R 165 | 9.525 1.5 1.4 CNR/L 16
3 16NR 3.0TR 16NL 3.0TR 1.5 1.5
Right-hand version shown, | 4 22NR 4.0TR 22NR 4.0TR 22 12.7 2.5 2.0 CNR/L 22
external 5 22NR 5.0TR 22NR 5.0TR 2.5 2.0
Helix Part No. Dimensions in mm Tool holder
TPI right-hand | left-hand d f l
External
24 16ER 24UN 16EL 24UN 0.8 0.7
20 20UN 20UN 0.8 0.7
18 18UN 18UN 0.8 0.7
16 16UN 16UN 165 | 9.525 0.8 0.7 CER/L 16
14 14UN 14UN 1.5 1.2
12 12UN 12UN 15 1.2
10 10UN 10UN 1.5 1.2
8 8UN 8UN 1.5 1.2
Internal
24 11NR 24UN 11NL 24UN 0.8 0.7
20 20UN 20UN 0.8 0.7
18 18UN 18UN 11 6.35 0.8 0.7 SNR/L 11
16 16UN 16UN 0.8 0.7
Type S 14 14UN 14UN 0.9 0.7
24 16NR 24UN 16NL 24UN 0.8 0.7
20 20UN 20UN 0.8 0.7
18 18UN 18UN 165 | 9.525 0.8 0.7 SNR/L 16
16 16UN 16UN 0.8 0.7 CNR/L 16
14 14UN 14UN 1.5 1.2
12 12UN 12UN 1.5 1.2
10 10UN 10UN 1.5 1.2
8 8UN 8UN 1.5 1.2

Right-hand version shown,
external



Threading inserts

AP]

Helix Part No. APl Code | Taper Dimensions in mm Toolholder
PI righfi-hand Tpf R Fc [ t X
External
5 22ER 5API404 V0.040 3 0.508 [ 1.016 | 22 1270 | 2.5 2.0 CER 22
4 4API386 V0.038R 2 0.965 | 1.651 2.5 1.9
4 27ER 4API384 V0.038R 3 0.965 | 1.651 | 27.5 [15.875| 3.2 2.2 CNR 27
4 4API386 V0.038R 2 0.965 | 1.651 3.2 2.2
4 4API504 V0.050 3 0.635 | 1.27 3.2 22
4 4API506 V0.050 2 0.635 | 1.27 3.2 22
Internal
5 22NR 5API404 V0.040 3 0.508 | 1.016 | 22 1270 | 2.5 2.0 CNR 22
Type S 4 4API386 | V0.038R 2 0965 |1.651 25 | 1.9
4 27NR 4API384 V0.038R 3 0.965 | 1.651 | 27.5 |15.875| 3.2 2.2 CNR 27
4 4API386 V0.038R 2 0.965 | 1.651 3.2 2.2
4 4AP1504 V0.050 3 0.635 | 1.27 3.2 2.2
4 4API506 V0.050 2 0.635 | 1.27 3.2 2.2
Right-hand version shown,
external
Part No. Connections
5API404 23/8REG,27/8REG,31/2REG, 41/2REG, 3 1/2FH, 4 1/2FH
4API384 NC56, NCé1, NC70, NC77
%M_EM: — 4API386 NC23,NC26, NC31, NC35, NC38, NC40, NC44, NC46, NC50
4FH, 2 3/81F, 27/81F, 31/21F, 4IF, 4 1/21F, 5 1/2 IF
AAPI504 51/2 REG, 7 5/8 REG, 8 5/8 REG
4API506 6 5/8 REG, 51/2 FH, 6 5/8 FH
Helix Part No. Dimensions in mm Tool holder
tr_ TPI right-hand d t 5
IS;L External
10 16ER 10APIRD 16.5 9.525 1.5 1.5 CER 16
| 8 8APIRD 1.5 1.5
Internal
1Y 10 16NR 10APIRD 16.5 9.525 1.5 1.4 CNR 16
Type S 8 8APIRD 1.5 1.5

Right-hand version shown,
external




Threading inserts
ACME

Helix Part No. Dimensions in mm Tool holder
I right-hand | left-hand d t ,
External
12 16ER 12ACME 16EL 12ACME 0.8 0.9
10 10ACME 10ACME 16.5 9.525 1.5 1.4 CER/L 16
8 8ACME 8ACME 1.5 1.5
6 22ER 6ACME 22EL 6ACME 22 12.7 2.5 2.0 CER/L 22
5 S5ACME S5ACME 2.3 2.0
4 27ER 4ACME 27EL 4ACME 27.5 15.875 30 25 CER/L 27
3 3ACME 3ACME 3.2 2.5
Internal
12 16NR 12ACME 16NL 12ACME 0.8 0.9 SNR/L 16
10 10ACME 10ACME 16.5 9.525 15 1.4 CNR/L 16
8 8ACME 8ACME 15 1.5
T K 6 22NR 6ACME 22NL 6ACME 22 12.7 2.5 2.0 CNR/L 22
ype 5 5ACME 5ACME 23 2.0
4 27NR 4ACME 22NL 4ACME 27.5 15.875 3.0 2.5 CNR/L 27
3 3ACME 3ACME 3.2 2.5
Right-hand version shown,
external
Helix Part No. Dimensions in mm Tool holder
TPI right-hand | left-hand d t l,
i t|<— External
1 12 16ER 12STACME T16EL 12STACME 1.5 1.8
_f- 10 10STACME 10STACME 16.5 9.525 1.5 1.8 CER/L 16
8 8STACME 8STACME 1.5 1.8
I 6 22ER 46STACME 22EL 6STACME 22 12.7 2.5 2.3 CER/L 22
4 27ER 4STACME 27EL 4STACME 27.5 15.875 3.0 2.5 CER/L 27
3 3STACME 3STACME 3.2 2.5
& Internal
- 12 16NR 12STACME | 16NL 12STACME 15 1.8 SNR/L 16
Type S 10 10STACME 10STACME 16.5 9.525 1.5 1.8 CNR/L 16
8 8STACME 8STACME 15 18
6 22NR 6STACME 22NL 6STACME 22 12.7 2.5 2.3 CNR/L 22
4 27NR 4STACME 27NL 4STACME 27.5 15.875 3.0 2.5 CNR/L 27
3 3STACME 3STACME 3.2 2.5

Right-hand version shown,
external




Threading inserts
VAM - API BUTTRESS 2.5

t Helix Part No. Dimensions in mm
—l— r Tool holder Anvil
TPI right-hand B | d t X
External
5 22ER 5BUT2.5 2.59 22 | 12.70| 2.5 2.2 CER/L 22 NX 22-0
Internal
5 22NR 5BUT2.5 2.63 22 | 12.70| 2.1 2.0 CNR/L 22 NX 22-0
Right-hand version shown,
external
A _A.—- -
_F/ )ﬂ |
l«”
= ENGLISH BUTTRESS 2.5
°
t Helix Part No. Dimensions in mm Tool holder Anvil
|:‘ ’k mm
T‘ right-hnand d t X
External
|
2.5 22ER 2.5 Butt 22 12.70 3.0 2.0 CER/L 22 NX 22-0
Internal
2.5 22NR 2.5 Butt 22 12.70 2.5 2.4 CNR/L 22 NX 22-0

Right-hand version shown,
external




COMT

Cause
Excessive flankwear

Trouble Shooting

Remedy

» Cutting speed too high

« Infeed per pass too small-
or too many passes

* Incorrect infeed method

« Incorrect carbide grade

Plastic deformation

- Reduce the cutting speed

- Increase the cutting depth per pass
minimum 0.05 mm on the last pass

- Change to modified flank infeed method

- Select a more wear resistant grade in the
grade optimizing chart

» Excessive temperature in the
cutting zone

« Incorrect carbide grade
 Poor coolant supply

« Excessive amount of material to
machine

- Reduce the cutting speed

- Increase the number of passes-reduce
the largest infeed depth

- Select a grade with better resistance
against plastic deformation in the grade
optimizing chart

- Increase the coolant supply

- Check the component dimensions
before the threading operation

Edge failure
« Too high load on the cutting edge

« Incorrect carbide grade

» Poor chip control

- Bad stability

Chipping (both edge and flank)

- Increase the number of passes (less
infeed per pass)

- Choose a tougher grade in the grade
optimizing chart

- Change to modified flank infeed

- Check the coolant supply (to assist chip
removal)

- Check and eventually stablize the setup

« Vibrations
« Incorrect carbide grade

« Poor coolant supply

Unequal flankwear

- Check the stability of both the tool and the
component

- Choose a tougher grade in the grade
optimizing chart

- Increase and improve the coolant supply

« Incorrect helix angle of the tool
compared to the lead angle of the
thread

« Incorrect infeed method

Built up edge

- Modify your choice of anvil in the anvil
selection chart

- Use modified flank infeed method

« Too low temperature in the
cutting zone
« Incorrect carbide grade

- Increase the cutting speed

- Do not use coolant

- Select a coated insert or an insert that
is able to withstand high cutting speeds



Vibration

CorT

Poor surface finish

« Incorrect cutting data
» Poor stability

« Incorrect centre height

- Increase the cutting speed

- Reduce the overhang and select the most
rigid holder

(Always use the most rigid set up possible)

- Check the centre height and the dimension of
the workpiece (the smaller the diameter, the
more important is the centre height)

Poor chip control

- Incorrect cutting data

- Incorrect helix angle of the
tool compared to the desired
lead angle of the thread

« Incorrect infeed method

- Increase the cutting speed
- Modify your choice of anvil in the anvil
selection chart

- Choose modified flank or radial infeed method

Shallow thread profile

« Incorrect infeed method
« Poor coolant supply

- Choose modified flank infeed
- Increase the coolant supply

Incorrect thread profile

« Incorrect centre height
- Insert edge failure
» Exclusive edge wear

- Adjust the centre height/ check the component
dimensions

- Replace the insert

- Replace the insert

« Incorrect tool setup

- Adjust the tool set-up/NC programme
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GMT Toolholders

A System for Threading

There is virtually no thread that cannot be
produced with the GMT tooling system.

This illustrates the wide range of toolholder/Insert
combinations. (For example internal threads of 13
mm ('2")diameter bore can be produced with
standard tooling).

Reliable and Accurate Clamping
of the Inserts

An insert which is not securely clamped in the
toolholder will soon become damaged, but
even more serious, this can give rise to damaged
work- pieces.

The interaction between the
retaining finger of the GMT
clamp and the chamfer
of the insert cenfre-
hole, gives an extremely
firm clamping action.

The clamping mechanism
is also easy to use.

Insert Seats Designed
for Accurate location

Accurate indexability and
location are achieved by our
modern production
methods. This results in a
tooling system which will
have more accurate inserts
indexability than
comparable tooling.

Always the Same Height to the Culting Edges

The height to the cutting is always constant in a
GMT toolholder, even if the pitch angle is varied.

113

This design feature eliminates the need for
expensive special anvils and modification to the
toolholders, which can also effect the height of
the cutting edge.

A cut above the average
Standard toolholders and inserts directly from
stock are generally the best for economy.
But it may sometimes be desirable to go a step

further in an effort to achieve better economy, or
where standard tooling cannot be used.

We must then turn to special tools. In the case
of tools for threading, GMT is a partner who can
help to solve your problems and has the
necessary resources to convert theory into
pracftice.

Interchangeable carbide anvils give the
Toolholder a Wide application Range

Various anvils are available for the majority
toolholders. Pitch angels of -2°up to +4° can be

achieved by interchanging the anvils. A single
toolholder can therefore be used for coarse and
fine pitches, right-hand and left-hand threads.



Toolholder

External

CorT

Part No. H B L f E B, H, Part No. H B I, f E B, H,
CER/L 1212 H16Q | 12 12 100 | 12 22 12 12 | CER/L3225P16 32 | 25 170 | 32 22 16 16
1616 H16 16 16 100 | 16 22 16 16 3225 P22 32 | 25 170 | 32 28 20 20
2020 K16 20 20 125 | 20 22 16 16 3232 P16 32 | 32 170 | 32 22 16 20
2525 K16 25 25 125 | 25 22 16 16 3232 P22 32 | 32 170 | 32 28 20 20
2525 K22 25 25 125 | 25 28 20 20 3232 P27 32 | 32 170 | 32 33 25 25
2525 M16 25 25 150 | 25 22 16 16 4040 R22 40 | 40 200 | 40 28 20 20
2525 M22 25 25 150 | 25 28 20 20 4040 R27 40 | 40 200 | 40 33 25 25
2525 M27Q | 25 25 150 | 25 33 25 25

B, and H, indicate the minimum milling limits when modifying the holder




CorT

Toolholder
Internal
SCREW TYPE

Part No. d|d | d | d || l f D |Dmod
SNR/LOOTO H11 10 | 10 | 9.5 - 100 - [7.5] 13 11
0010 K11 10| 16 | 15 14 | 125] 25 | 6.5 | 12 11
0013 L11 131 16|15 14 | 140 | 32 8 15 13
0016 M16 16 | 16 | 15 14 | 150 | 40 [10.3| 19 16
0020 Q22 20 | 20 | 19 18 1 180| 50 | 13 | 24 22
Infernal

CLAMP TYPE

Part No. d|d|d ||| f D | Dmod Part No. d d | d, I f D | Dmod
CNR/L 0020 P16 20 | 19| 18(170|13.8| 24 20 CNR/L 0050 U16 50 | 48 | 46 | 350 |28.8| 54 50
0025 R16 25 | 24| 23 1200(16.3| 29 26 0050 U22 50 | 48 | 46 | 350 |30.3| 56 50
0025 R22 25 | 24| 23 |200(17.8| 30 28 0050 U27 50 | 48 | 46 | 350 |31.8| 58 50
0032516 32 |30.5] 29 |250(19.8| 36 32 0063 V22 63 | 61 59 | 400 | 36.8| 69 63
0032 S22 32 |30.5| 29 |250|21.3| 38 32 0063 V27 63 | 61 59 | 400 138.3| 70 63

0040 T16 40 | 38| 36 |300(23.8| 44 40
0040 122 40 | 38| 36 |300(25.3| 46 40
0040 127 40 | 38| 36 |300|26.8| 48 40




Toolholder

Internal - API

CorT

Part No. d|le|[d|[d|L]L]Ff]|D Part No. d|e|[d]|d]|L]L]f]|D
CNR 0050 T22API 50 | 35 | 48 | 46 |300(123[22.5| 40 |  CNR 0063 T22API 63| 35| 61| 59 | 300123 |22.5 40
0050 T27API 50 | 35 | 48 | 46 300|123 [31.8] 41 0063 T27API 63| 35| 61| 59 | 300123 |38.3| 41




SPARE PARTS

Toolholder
SCREW TYPE
Screw Allen Key
INSERT SIZE Part No. % “
1 SNR/L 0010 H11
SNR/L 0010 K11 2.5 - TORX SCREW T08 - TORX KEY
SNR/L 0013 L11
16 SNR/L 0016 M16 S-16 AK-16
22 SNR/L 0020 Q22 $-22 AK-22
CLAMP TYPE
Part No. Clamp & Screw Anvil Anvil Pin Allen Key
INSERT EXTERNAL INTERNAL
SIZE m =
[ -
16 CER/L1616 H16 CNR/L0020 P16 CSP-16 GX 16-1 AP - 16 AK =16
CER/L2020 K16 CNR/L0025 R16
CER/L2525 K16 CNR/L0032 516
CER/L2525 M16 CNR/L0040 T16
CER/L3225 P16 CNR/L0050 U16
CER/L3232 P16
22 CER/L2525 K22 CNR/L 0020 Q22 CSP-22 NX 22-1 AP -22 AK =22
CER/L2525 M22 CNR/L 0025 R22
CER/L3225 P22 CNR/L 0032 $22
CER/L3232 P22 CNR/L 0040 T22
CER/L4040 R22 CNR/L 0050 U22
CNR/L 0063 V22
CNR 0050 T22 API
CNR 0063 T22 API




SPARE PARTS

INSERT
SIZE

Toolholder
CLAMP TYPE
Part No. Clamp & Anvil Anvil Allen key
Screw Pin

EXTERNAL

INTERNAL

v

IR

27

CER/L 2525 M27Q CNR/L 0040 127

CER/L 3232 P27
CER/L 4040 R27

CNR/L 0050 U27
CNR/L 0063 V27
CNR 0050 T27API
CNR 0063 T27API

CSP -27

VX 27-1

AP - 27

AK - 27




CoMT

N ¥

Choice of anvils

/METHOD : Feed direction towards the chuck

RH Thread-RH Tool

LH Thread-LH Tool

7

] AN — T
2 |
_ | — ]
ER NR - EL NL
Insert Size Anvil
16 - GX 16-4 GX 16-3 GX 16-2 GX 16-1 GX 16-0
22 - NX 22-4 NX 22-3 NX 22-2 NX 22-1 NX 22-0
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METHOD : Feed direction away from the chuck

RH Thread-LH Tool

LH Thread-RH Tool
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In the graph that shows the lead angle as a

function of diameter and lead, the different areas are

marked with the slope angle () that normally
is the most suitable for the threading operation at
hand. Arrows from the areas indicate anvils that

give the threading insert this slope angle.
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Cutting edge length, Tmm

Code Keys

For Inserts

R

L

d IC
mm Inch b

6.35 1/4 1
9.52 3/8 16
12.70 1/2 22
15.88 5/8 27

External / Internal
E = External

N = Infernal
Hand of tool

R =Right-hand
L = Left-hand

C E

Locking system
C =Clamp
S  =Screw

External / Internal

E = External
N = Internal

Pitch/Groove width

Full-profile:

mm 0.5 2.0
0.75 2.5
1 3.0
1.25 4.0
1.5 4.5
1.75 5.0

TPl 36 12
26 11

N 20 10

18 8
16 6
14 5

Partial Profile

A= 0.5-1.5MM

48 — 16 TPI
G= 175-3.0 MM
14 -8 TP

3.0

5.5

ISO

Thread / Groove standard

ISO =1SO metric

W = Withworth, BSW

BSPT = Withworth, cone

UN =UN

TR = Trapezoidal, DIN 103
RD = Round, DIN 405

NPT = NPT

NPTF = Am.NPTF (Dryseal)

ACME =Am.ACME-G
STACME = Am.Stub-ACME
APIRD = APl Round Casing
API 384 = APIV0.038R 1.4
API 386 = APIV0.038R 1.6
APl 404 = API V0.040

API 504 = API V0.050

API 55 = API V0.055

BUT 2.5 = Buttress, Fig.2.5
BUT 2.6 = Buttress, Fig.2.6
60 = Partial profile, 60°
55 = Partial profile, 55°

For Toolholders

R

Hand of tool

R = Right-hand
L = Lleft-hand
Shank height

12 =12mm
20 =20mm
etc.acc.to ISO

25
L

25

Shank width

for round holders dia.in mm
12 =12mm

20 =20 mm

Tool length

ex E=70mm
K=125mm
M= 150 mm
P =170 mm
R =200 mm
efc.acc.to ISO

COMT

P30

Carbide grade

CP30
AP30

16 Q

Cutting edge length, 1 mm

d IC
mm Inch b

6.35 1/4 11
9.52 3/8 16
12.70 1/2 22
15.88 5/8 27




