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THREADING Grade details nidkoTooLs
COATING
GRADE SUBSTRATE | HARDNESS HV APPLICATION FEATURES
TECHNOLOGY | COMPOSITION
P10
P20
V10 Special coating technology balances wear resistance
JP5120 micrograin carbide 1.830 PVD TIAIN Moo | @nd toughness. The post-coating surface treatment
effectively prevents built-up edge.
K10
K20
P20
P30 | High Co micrograin carbide substrate with high
toughness and latest coating technology. Universal use
.II'S I 25 micrograin carbide 1830 D TIAIN mgg with great reliability and long tool life.
K20
K30
Low volume CBN ) H20 Hardened steel machining with a perfect combination of
“nlssnc 75% 3.400 FVD AITIN H35 toughness and wear resistance.
NDOS0 diamond 5,000 . N10 High productivity threading of non-ferrous materials.
new name: NDPOO1 85% ' N35 Excellent surface finishing and very good toughness.
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THREADING Quick guide

EXTERNAL INTERNAL
487 [4B15
SQUARE SHANK BORING BAR
Pressed type inserts v v
Ground type inserts* v v
Advanced material inserts v v
Available sizes 16-22 07-11-16-22
Right and left thread v v
Workpiece material [PRUMKIN]S|H] EMEANBO
Full profile M - UN - W - NPT - BSPT M - UN - W - NPT - BSPT
Partial profile 55° - 60° 55° - 60°

M
ISO Metric @

0.50-0.70-0.75-0.80 - 1.00 - 1.25 -
1.50 - 1.75 - 2,00 - 2.50 - 3.00 - 3.50 -
4.00 - 4.50 - 5.00 (mm)

050-0.75-1.00-1.25-
1.50-1.75- 2.00 - 2.50 - 3.00 - 3.50 -
4.00 - 4.50 - 5.00 (mm)

w
Whitworth h@

19-14-11 (TP)

19-14-11 (TP)

UN
American @
unified

24-20-18-16-14-12-08 (TP))

24-20-18-16-14-12-08 (TP))

NPT
American_ @
tapered pipe

18-11.5- 14 (TP)

18- 11.5- 14 (TP)

BSPT
British A
tapered pipe

28-19-14- 11 (TP))

28-19-14-11 (TP)

60°
partial | @ '
profile

A0.50 + 1.50 (mm) / 48 = 16 (TP)
6 1.75 < 3.00 (mm) / 14 + 8 (TP)
AG 0.50 + 3.00 (mm) / 48 = 8 (TP))
N 3.50 < 5.00 (nm) / 7 < 5 (TP])

A0.50 +1.50 (mm) / 48 = 16 (TP))
G 1.75 + 3.00 (mm) / 14 = 8 (TP)
AG 0.50 = 3.00 (mm) / 48 + 8 (TP])
N 3.50 = 5.00 (mm) / 7 = 5 (TP)

55°
partial | @ (
profile

A48 = 16 (TP)
G614+ 8(TP)
AG 48 = 8 (TP))
N7 =5(P)

A48+ 16 (TP)
G 14+ 8 (TP)

AG 48 = 8 (TP))
N7=5(TP)

Holder sizes

square: 12 - 16 - 20 - 25 mm

cylindrical: 10 - 12-16 - 20 - 25 - 32 mm

Minimum entering hole

g mm

Special features

holders without off-set for swiss type machining

boring bar with VORTEX technology and internal coolant

*Ground inserts can be tailored to cover virtually any thread type and pitch.
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THREADING Indexable inserts - EXTERNAL

nidlkoro0.s

HF: Mi in carbide
6L Lowvomo ca | HF | HF | BL | DP
DP: Polycristalline diamond | PVD | PVD | PVD
x erna PVD: Physical vapour deposition
1]
S8 2 e
-— = 0n | WD
ISO 16-22 2L E 8
= ===
* M: metric threads sialemachiont, - @1 choce O sutaoe| @ | O | @ | @
o W: parallel pipe threads (whitworth) i . )
« UN: unified inch threads Genera‘”‘m;ﬁ‘ggé @ o Qe @ @
o NPT: American national tapered pipe threads | "% 48 1« choce §73 suiable s
© BSPT: tapered pipe threads Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
o Partial profile with 55° or 60° angle, for ) 90 70
metric, unified and parallel pipe threads F-"Df TP: thread pitch 200 180
60 | 50
M 150 | 140
90 60
190 | 180
400
1600
50
100
60
140
Designation RE TP  PDX | PDY IC Stock
4 MEMEI 16ER100IS0-TPM 0141 1 | 07 08 955 @ @
[T
=2 16ER1251S0-TPM 018 | 125 | 09 08 9525 @ @
o
= 16ER1501S0-TPM 022 @ 15 1 08 955 @ @
>
W 16ER1751S0-TPM 025 | 175 | 1.2 12 1955 @ @
Mp  type 16ER2001S0-TPM 0.29 2 13 12 195% | @ @
chip control oriented  4GERoBOISO-TPM 036 | 25 15 12 955 @ @
16ER300IS0-TPM 0.43 3 15 12 1955 @ @
22ER3501S0-TPM 045 | 35 23 16 | 127 [ ]
22ER400IS0-TPM 052 4 23 16 | 127 [ ]
22ER4501S0-TPM 058 | 45 24 1.7 | 127 [ ]
22ER5001S0-TPM 0.63 5 25 1.7 | 127 [ ]
4 mEMEI 16ER0501S0 007 | 05 06 06 | 9525 °
[
= 16ER070IS0 0.1 07 0.6 06 | 9525 [ ]
o
= 16ER0751S0 011 | 075 | 06 06 | 9525 [}
=1
w 16ER0B0ISO 012 ' 08 0.6 06 | 9525 [ ]
precision ground 1GERIO0ISD 015 | 1 | 07 | 07 | 9525 °
sharpness oriented | 46ER125150 018 | 125 | 09 | 08 | 952 °
16ER1501S0 022 15 1 08 | 9525 [ ]
16ER1751S0 025 | 175 12 09 | 9525 [ ]
16ER2001S0 0.29 2 1.3 1 9.525 [}
16ER2501S0 036 @ 25 15 1 9.525 [ ]
16ER3001S0 0.43 8 1.6 1.2 | 9525 [}

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

FULL PROFILE

o Full profile insert will form a complete thread
profile including the crest.

« The distance between root and crest is controlled.

« The insert can produce only one pitch.

* Higher tool pressure compared to partial profile.

PRESSED VS GROUND

TPM pressed
* Improves the chip control
 Strongly r in internal

especially for difficult materials
 Best cost-performance ratio

Precision ground

* Achieves the higher precision

© A sharper cutting edge can guarantee
very smooth cutting action

« Every kind of thread’s standard can be easily
produced using the same blank

B6



THREADING Indexable inserts - EXTERNAL

nidlkoro0.s

HF: Mi in carbide
6L Lowvomo ca | HF | HF | BL | DP
DP: Polycristalline diamond | PVD | PVD | PVD
x erna PVD: Physical vapour deposition
1]
S8 2 e
-— = 0n | WD
ISO 16-22 2L E 8
- - = =

* M: metric threads sialemachiont, - @1 choce O sutaoe| @ | O | @ | @

o W: parallel pipe threads (whitworth) i . )

« UN: unified inch threads Genera‘”‘m;ﬁ‘ggé @ o Qe @ @

o NPT: American national tapered pipe threads | "% 48 1« choce §73 suiable s

© BSPT: tapered pipe threads Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)

o Partial profile with 55° or 60° angle, for ) 90 70
metric, unified and parallel pipe threads Ppx TP: thread pitch 200 180

60 | 50
M 150 | 140
90 60
190 | 180
400
1600:
50
100
60
140
Designation RE TP  PDX | PDY IC Stock

4 MEMEI 1BEL0S01S0 007 | 05 | 06 | 06 9525 °

[T

= 16ELO751S0 011 075 06 | 06 | 952 [ )

o

= 16EL1001SO 0.15 1 0.7 0.7 | 9525 [ ]

>

v 16EL1251S0 018 | 125 09 | 08 | 952 [}
orecision ground 16EL1501S0 022 | 16| 1 | 08 |95% °
left-hand 16EL1751S0 025 | 175 | 12 | 09 | 952 °

16EL2001S0 0.29 2 13 1 9.525 [ ]
16EL2501S0 036 | 25 | 15 1] 9525 [}
16EL3001SO 043 3 16 12 | 9525 [ ]

Y mim 16ER1001S0-1C 015 | 1 0.7 9.525 o

[

= 16ER1251S0-1C 016 | 125 09 9.525 [ J

o

= 16ER1501S0-1C 022 | 15 1 9.525 [ J

=]

w 16ER1751S0-1C 026 | 175 12 9.525 [}
PCD carbide backed 16ER2001S0-1C 029 | 2 1.3 9525 °
single edge 16ER2501S0-1C 037 | 25 | 15 9.525 °

16ER3001S0-1C 043 | 3 15 9525 °

o M 16ER100IS0-1S 0.15 1 0.7 9.525 [ ]

[T

= 16ER1251S0-1S 016 | 125 | 09 9.525 [ ]

o

= 16ER1501S0-1S 022 @ 15 1 9.525 [ ]

=]

W 16ER1751S0-1S 026 | 175 | 1.2 9.525 [ ]
PCBNsoldbrazng | 1OERRODISO-1S 029 | 2 | 13 952 °
single edge 16ER2501S0-1 037 | 25 | 15 9.525 °

16ER3001S0-1S 043 3 15 9.525 [ ]

=R IPIIK]

g 16ER11W-TPM 0.3 11 1.5 12 1955 @ @

&

=

2 16ER14W-TPM 0.24 14 1.5 12 19525 @ @

TPM pressed type | 16ER1QW-TPM 017 1 19 | 1 | 08 | 95% )
chip control oriented

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
FULL PROFILE PRESSED VS GROUND ADVANCED THREADING

TPM pressed
 Improves the chip control & PCBN for ISO H
o Strongly r in internal

o Full profile insert will form a complete thread
profile including the crest.

« The distance between root and crest is controlled.

o The insert can produce only one pitch.

 Higher tool pressure compared to partial profile.

especially for difficult materials
 Best cost-performance ratio

Precision ground

 Achieves the higher precision

A sharper cutting edge can guarantee
very smooth cutting action

 Every kind of thread’s standard can be easily
produced using the same blank

Please increase the number of passes when
machining hardened steel with PCBN inserts.
Keep the maximum infeed value lower than
0.10 mm

B7
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THREADING Indexable inserts - EXTERNAL nidkoTroo.s

HF: Mi in carbide
6L Lowvomo ca | HF | HF | BL | DP
Extern al DP: Polycristalline diamond | PVD | PVD | PVD
PVD: Physical vapour deposition
1]
S8 2 e
-— = 0n | WD
ISO 16-22 2L E 8
= ===
* M: metric threads sialemachiont, - @1 choce O sutaoe| @ | O | @ | @
o W: parallel pipe threads (whitworth) ini . )
« UN: unified inch threads Genera‘”‘”:’%ﬁm @ o Qe @ @
o NPT: American national tapered pipe threads | "% 48 1« choce §73 suiable s
© BSPT: tapered pipe threads Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
o Partial profile with 55° or 60° angle, for ) 90 70
metric, unified and parallel pipe threads Ppx TP: thread pitch 200 180
g M & 50
% 150 | 140
% 90 60
= 190 | 180
@ 400
1600
50
100
60
140
Designation RE TP  PDX | PDY IC Stock
o UNEEMII 16EROBUN-TPM 0.46 8 1.7 1.3 | 9525 [ ]
[T
=2 16ER12UN-TPM 0.31 12 15 1.2 | 9525 [ ]
o
= 16ER14UN-TPM 0.26 14 15 12 | 9525 [ ]
>
W 16ER16UN-TPM 0.23 16 1.1 09 | 9525 [ ]
Mp  type 16ER18UN-TPM 0.2 18 1 08 | 9525 [ ]
chip control oriented ' 4GERIOUN-TPM 018 | 20 | 09 | 08 | 952 °
16ER24UN-TPM 015 | 24 038 08 | 9525 [ ]
w NPTEMIA
g 16ER11.5NPT-TPM 025 ' 115 15 12 | 9525 [ ]
£
=
2 16ER14NPT-TPM 0.22 14 15 1.2 | 9525 [ ]
TPM pressed type | 16ER{1gNPT-TPM 02 | 18| 1 | 08 955 )
chip control oriented
i NPTEAMII
ﬂ:.:s 16ER11.5NPT 007 F 115 15 1.1 ] 9525 [ ]
5
2
- 16ER14NPT 0.06 14 1 08 | 9525 [ ]
precision ground
sharpness oriented
Y BSPTEIME  ygepspgpr-rom 3N 15 12 955 e
=]
oc
: 16ER14BSPT-TPM 0.24 14 15 1.2 | 9525 [ ]
-
p=1]
= 16ER19BSPT-TPM 017 19 1 08 | 9525 [ ]
PM d
St cones oentoc | 16ER2BBSPT-TPH 011 28| 08 07 955 @

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

FULL PROFILE PRESSED VS GROUND

TPM pressed

* Improves the chip control

 Strongly r in internal
especially for difficult materials

 Best cost-performance ratio

Precision ground

* Achieves the higher precision

© A sharper cutting edge can guarantee
very smooth cutting action

« Every kind of thread’s standard can be easily
produced using the same blank

o Full profile insert will form a complete thread
profile including the crest.

« The distance between root and crest is controlled.

« The insert can produce only one pitch.

* Higher tool pressure compared to partial profile.

B8



THREADING Indexable inserts - EXTERNAL nidkoTroo.s

HF: Micrograin carbid
6L Lowvomo ca | HF | HF | BL | DP
E t DP: Polycristaline diamond | PVD | PVD | PVD
x e r n a PVD: Physical vapour deposition
1]
o wn
S &R e
-— = 0n | WD
ISO 16-22 2L E 8
- = E =
* M: metric threads sialemachiont, - @1 choce O sutaoe| @ | O | @ | @
o W: parallel pipe threads (whitworth) General machining, o )
o UN; unified inch threads medum et @ o O @ @
o NPT: American national tapered pipe threads | "% 48 1« choce §73 suiable s
© BSPT: tapered pipe threads Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
o Partial profile with 55° or 60° angle, for ) 90 | 70
metric, unified and parallel pipe threads DX TP: thread pitch 200 180
M & 50 g
150 | 140 %
9 | 60 o
190 | 180 =
400 @
1600
50
100
60
140
Designation RE TP  PDX | PDY IC Stock
4 6 [AMI 1GERAGD-TPM 008 - 09 08 955 | @
=]
[+~
; 16ERAG60-TPM 0.08 ° 15 1.1 ] 9525 [ ]
=
E 16ERG60-TPM 0.25 - 1.7 1.2 | 9525 [ ]
TPM pressed type
chip control oriented 22ERN60-TPM 0.51 - 25 1.7 | 127 [ ]
d s EAM@ 16ERABS-TPM 008 - | 09 08955
(=]
oc
; 16ERAGS5-TPM 0.08 = 15 1.1 1 9525 [ ]
=
% 16ERGS5-TPM 0.21 - 1.7 1.2 | 9525 [ ]
TPM pressed type
i ool | 22ERNGB-TPM 044 | = | 25 | 17 | 127 °
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
PARTIAL PROFILE PARTIAL PROFILE 60° PITCH RANGES PARTIAL PROFILE 55° PITCH RANGES
M UN BSW-BSF-BSP
A60 0.50+1.50 48:16 AS5 48:16
AGE0 0.50+3.00 48:8 AG55 48:8
* Partial profile insert works without cuts the
outer diameter of the thread. 660 1.75:3.00 148 G55 14:8
 The same insert can be used for a broad range of
different thread pitches. ) 20l ;
o Can produce burr that must be taken away. NGo SEe (e NS5 =8

B9



THREADING Holders - EXTERNAL nidkoTooLs

SE Without offset Right-hand shown
WF l 4 B
e External threading holder
* Tightened by screws NO OFFSET
o Available with shim, convenient to change LF H
inserts
* Holds both pressed type and ground type
threading inserts
=] Standard design Right-hand shown
=}
=
=
==
-
o
B
WF <
/& R —
LH H
LF
K
Designation fmc N H B WF LF LH MIID
WITHOUT OFFSET
NT-SE-/x1212H16N o o 1 12 2 100 | - 16EL/Roco
NT-SE'/»1616H16N [CRNe] 16 16 16 ‘ 100 ‘ - 16EL/Rooo
STANDARD DESIGN
NT-SE'/x1616H16 [ N ] 16 16 20 100 22 16EL/Roco
NT-SE'/r2020K16 o o 20 20 25 125 25 16EL/Rooo
NT-SE'/r2525M16 [ N ] 25 25 32 150 25 16EL/Rooo
NT-SE'/r2525M22 [ ] 25 25 32 150 29 22ERooo
NT-SE'/r3232M22 [ ] 32 32 40 170 32 22ERooo
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Shim Locking screws L wrench Insert screws Flag wrenches
Spare parts
NT-SELooooo160 NT-SH065 - NT-SC003 NT-WR025 NT-ST35115T15 NT-FT15
NT-SERooooo160 - NT-SHO60 NT-SC003 NT-WR025 NT-ST35115T15 NT-FT15
NT-SERoo000220 - NT-SH066 NT-SC004 NT-WR030 NT-ST40140T15 NT-FT15
EXTERNAL THREAD right-hand EXTERNAL THREAD right-hand EXTERNAL THREAD left-hand EXTERNAL THREAD left-hand
| |
09
=
Insert: ER  Rotation: counterclockwise Insert: EL  Rotation: clockwise Insert: EL  Rotation: clockwise Insert: ER  Rotation: counterclockwise
Holder: R Direction: towards chuck Holder: L Direction: from chuck Holder: L Direction: towards chuck Holder: R Direction: from chuck

B10



THREADING Number of passes and infeed depths - EXTERNAL nikor00.S

M - External ISO-metric threads

TP 600 | 550 | 500 | 450 | 400 | 350 | 300 | 250 | 200 | 175 | 150 | 125 | 100 | 080 | 075 | 070 | 050 |
NO. OF INFEEDS RADIAL INFEED PER PASS

1 046 | 043 | 041 | 037 | 034 | 034 | 028 | 027 024 | 022 | 022 | 021 | 018 | 017 | 016 | 014 = 0.1

2 043 | 040 | 039 | 034 | 032 | 031 | 026 024 022 | 020 | 020 | 047 | 016 | 015 014 012 009

3 035 | 032 | 032 | 028 | 025 | 025 | 021 020 018 | 017 | 017 | 014 | 012 | 012 011 010 007

4 030 | 028 027 | 024 | 022 021 | 018 017 | 016 | 014 | 014 011 | 011 008 | 007 | 007 006

5 029 | 026 | 024 | 022 | 020 018 016 015 | 014 @ 012 012 010 008 & - - - -

6 026 | 024 | 024 | 022 | 018 | 018 | 015 015 012 | 010 | 008 | 008 | - - - - -

7 024 | 021 022 | 020 017 | 016 014 @ 012 | 011 010 | - - - - - - -

8 023 | 020 | 020 | 018 | 015 | 015 | 013 011 | 008 | 008 | - - - - - - - o
9 022 | 019 | 019 | 017 | 014 014 012 o011 | - - - - - - - - - 2
10 019 | 018 | 018 | 016 | 013 012 011 | 008 | - - - - - - - - - ::
11 018 | 017 016 014 | 012 011 | 010 | - - - - - - - - - - g
12 016 | 015 | 015 | 013 | 012 008 008 & - - - - - - - - - -

13 015 | 014 | 012 | o012 | o1 | - - - - - - - - - - - -

14 013 | 013 | 010 | 010 | 008 | - - - - - - - - - - -

15 013 | 012 | - - - - - - - - - - - - - - -

16 010 | 010 | - - - - - - - - - - - - - - -

TOTAL INFEED 3.82 3.52 3.19 2.87 2.53 2.23 1.92 1.60 1.25 113 0.93 0.81 065 | 052 0.48 0.43 0.33

green background are standard items all other sizes can make specials

W - External Whitworth threads

TP 4 45 | 5 | 6 | 7 | 8 | 9 10 1| 12| 14 16| 18|19 20 | 2% |28 |
NO. OF INFEEDS RADIAL INFEED PER PASS

1 049 | 046 | 045 | 038 | 037 | 032 | 030 | 029 028 | 028 | 024 | 024 | 023 | 022 | 021 019 018
2 046 | 043 | 043 | 036 | 035 | 030 | 028 027 026 | 026 | 022 | 022 | 022 | 022 021 018 017
3 038 | 038 | 038 | 030 | 029 | 024 | 023 022 022 | 022 | 018 | 019 | 019 | 018 017 015 0.4
4 036 | 033 | 032 | 026 | 025 | 021 | 020 019 019 | 018 | 015 | 016 | 016 | 014 014 012 012
5 034 | 029 | 028 | 022 | 022 | 019 | 018 017 016 | 016 | 013 | 043 | 013 | 012 011 008 008
6 031 | 025 025 | 021 | 019 017 | 015 015 014 | 014 | 011 011 | 008 008 008 | - :
7 029 | 024 | 022 | 019 | 018 015 014 014 | 013 | 013 009 008 - - - - -
8 027 | 022 | 020 | 017 | 016 014 | 013 | 013 | 012 @ 008 008 | - . . - - -
9 024 | 020 | 019 | 016 | 015 | 013 @ 012 o012 008 | - . . . . . . :
10 022 | 018 | 018 | 015 | 014 012 | 012 008 | - : : - . . } : :
11 020 | 047 017 | 014 | 012 012 | 008 | - - - - - - - - - -
12 019 | 016 | 015 | 014 008 008 - - - - - . . . - - -
13 017 | 015 | o012 | o012 | - . . . . . . . . . . . :
14 015 | 014 010 @ 010 | - . : : : : : - . . } : :
15 012 | 012 | - - - - } ; - - - - - - : ; -
16 010 | 010 | - - - - ; ; : ; - - - - ; ; ;

TOTAL INFEED 429 | 382 | 344 | 290 | 250 217 1.93 176 1.58 1.45 120 | 113 | 1.01 096 | 092 | 072 | 0.69

green background are standard items all other sizes can make specials

B11



THREADING Number of passes and infeed depths - EXTERNAL nilkoroo.s

UN - External UN threads

TP 4 (45 | 5 |6 7 | 8 | 9 |10 1 [ 12 13 14| 6| 18 20| | s
NO. OF INFEEDS RADIAL INFEED PER PASS
1 047 | 045 | 043 | 036 | 035 | 030 | 028 | 027 027 | 027 | 025 | 023 | 022 | 023 | 020 @ 019 017 017
2 044 | 041 | 040 | 034 | 033 | 028 | 026 026 025 | 026 | 024 | 022 | 021 | 021 019 017 015 015
3 040 | 039 | 036 | 027 | 026 | 025 | 021 020 020 | 020 | 018 | 017 | 016 | 016 015 @ 014 011 013
4 036 | 031 | 031 | 023 | 022 | 021 | 020 017 019 | 018 | 017 | 015 | 014 | 014 012 @ 012 009 008
5 032 | 026 | 026 | 022 | 021 | 018 | 017 016 016 | 015 | 014 | 013 | 013 | 012 010 008 008 | -
6 027 | 023 | 023 | 020 | 019 | 016 @ 015 015 014 | 013 | 012 | 011 | 011 008 008 - ) )
7 025 | 021 020 018 | 017 = 014 | 014 014 012 012 | 011 010 | 008 & - . . ) :
o 8 023 | 020 | 019 | 016 | 015 013 012 012 | 011 | 008 008 008 - . . - - -
2 9 022 | 018 | 019 | 015 | 014 | 012 | 012 o011 008 | - . . . . . . ) -
:: 10 021 | 017 | 018 | 014 | 012 012 | 011 008 | - : ) - . . : . : :
q 11 019 | 016 | 017 | 013 | 011 011 008 - - - - - - - - - - -
12 018 | 015 | 015 | 012 | 008 008 - - - - - - . . . - - -
13 016 | 014 o012 | o1 | - . - - - . . - . . . . ) -
14 015 | 014 010 @ 010 | - : ) : : ) ) . . . ) } : )
15 012 | 012 | - . . : : : : : ; . . - : : : :
16 010 | 010 | - - - ; ; - - - - - - - - - - -

TOTAL INFEED 4.07 3.62 3.29 2.1 2.33 2.08 1.84 1.66 1.62 1.39 1.29 119 105 | 094 | 084 | 070 0.60 0.53

green background are standard items all other sizes can make specials

NPT - External NPT threads

TP 8 | M5 14 18 27 |
NO. OF INFEEDS RADIAL INFEED PER PASS

1 028 | 025 | 024 022 019

2 025 | 022 | 022 | 018 0.5

3 022 | 018 | 017 | 015 0.3

4 019 | 016 015 | 014 011

5 018 | 016 014 | 013 | 009

6 018 | 014 013 | 012 008

7 017 | 014 | 012 | 010

8 017 | 012 | 010 | 008

9 016 | 042 | 0.0

10 016 | 010 008

11 014 | 009 - - -

12 013 | 008 - . )

13 012 | - . . :

14 o | - - - -

15 008 | - - - -

TOTAL INFEED | 254 | 176 | 145 | 112 | 0.75

green background are standard items all other sizes can make specials

BSPT - British tapered pipe threads

TP Mo 14 19 | 28 |
NO. OF INFEEDS RADIAL INFEED PER PASS
1 025 | 024 | 022 | 017
2 023 | 020 019 | 0.4
3 021 | 047 | 015 | 0.1
4 018 | 014 012 | 010
5 016 | 042 | 012 | 006
6 014 | 012 | 006
7 013 | 011 | -
8 012 | 006
9 006 | -
TOTAL INFEED | 158 | 120 | 086 | 0.58

green background are standard items all other sizes can make specials

B12



THREADING Internal threads

Inserts Micro .B14

Holders Micro .B15

Inserts ISO 11 - 16 - 22 .B16
Holders ISO 11 - 16 - 22 .B21
Table “Number of passes” .B23



THREADING Indexable inserts - INTERNAL nidkoTroo.s

HF: Micrograin carbide
PVD: Physical vapour deposition HF
Internal
v
N
; n
Micro 07 £
* M: metric threads stable machin: @y 1+ choice () stavle | (O
o W: parallel pipe threads (whitwoth) General machining, o )
« UN: unified inch threads e o @ o Qi @
* NPT: American national tapered pipe threads | "®° N0 gg 1 choice 73 surable | 8}
© BSPT: tapered pipe threads Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
o Partial profile with 55° or 60° angle, for 70
metric, unified and parallel pipe threads 180
S TP: thread pitch M 50
=] 140
E 60
= 180
o
PDX  3edges
Designation RE TP  PDX | PDY IC Stock
w 60° MY
[T
=]
[+~
o
-
,<—_: 07IRA60-TPM 0.08 - 0.7 06 | 4762 @
oc
&
TPM pressed type
chip control oriented
u 55° [AMII
[T
S
oc
o
-
E 07IRAS5-TPG 0.08 - 0.7 06 | 4762 @
oc
=
TPG pressed type
ground profile

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion

PARTIAL PROFILE PARTIAL PROFILE 07IR PITCH RANGES
M UN
A60 0.50+1.50 48+16
BSW-BSF-BSP
« Partial profile insert works without cuts the X
outer diameter of the thread. A55 48+16

© The same insert can be used for a broad range of
different thread pitches.
© Can produce burr that must be taken away.

B14



THREADING Holders - INTERNAL nidIkoT00.S

Micro 07 _
I e P~ | DCON
e Internal threading holder WF t = H>7|
e Vortex boring bar (High standard steel) LH ‘
 Special chip evacuation path GAMO
o \With coolant through [ LF
DMIN
2
Designation ft°°: DMIN DCON WF LF LH GAMO MIID 2
[
NT-V10H-SI'/x07-08 [ 8 10 4 100 20 21° 07IRooo I:EI
=]

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Insert screws Flag wrenches
Spare parts
NT-V10H-SIR07-08 NT-ST22049T07 NT-FT07
INTERNAL THREAD right-hand INTERNAL THREAD left-hand

Insert: IR~ Rotation: counterclockwise Insert: IR Rotation: counterclockwise
Holder: R Direction: towards chuck Holder: R Direction: from chuck

B15



THREADING Indexable inserts - INTERNAL nidkoTroo.s

HF: Mi in carbide
6L Lowvomo ca | HF | HF | BL | DP
Intern al DP: Polycristalline diamond | PVD | PVD | PVD
PVD: Physical vapour deposition
1]
S8 2 e
-— = 0n | WD
ISO 11-16-22 2L E 8
= ===
* M: metric threads sialemachiont, - @1 choce O sutaoe| @ | O | @ | @
o W: parallel pipe threads (whitwoth) i . )
« UN: unified inch threads Genera‘”‘m;ﬁ‘ggé @ o Qe @ @
o NPT: American national tapered pipe threads | "% 48 1« choce §73 suiable s
© BSPT: tapered pipe threads Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
o Partial profile with 55° or 60° angle, for P thread pitch 90 70
metric, unified and parallel pipe threads +hreadpiie 200 180
g M & 50
=] 150 | 140
5 D1
[~=
= 19900 168%
@ ] 400
S 1600
50
100
60
140
Designation RE TP  PDX | PDY IC Stock
4 MEMEI 11I1R1001S0-TPM 007 1 | 07 | 08  63% °
[T
=2 11IR1251S0-TPM 009 | 125 | 09 08 | 635 [ ]
o
= 11IR1501S0-TPM 0.1 15 1 08 | 635 [ ]
>
W 11IR175S0-TPM 013 | 175 | 1.1 09 | 635 [ ]
Mp  type 11IR2001S0-TPM 0.15 2 11 09 | 635 [ ]
chip control oriented  16/R10pIS0-TPM 0070 1 | 07 08 955 @ @
16IR1251S0-TPM 009 ' 125 09 08 955 @ @
16IR1501S0-TPM 0.11 15 1 08 955 @ @
16IR1751S0-TPM 013 | 175 | 12 12 1955 @ @
16IR2001S0-TPM 0.15 2 1.3 12 1955 @ @
16IR2501S0-TPM 018 | 25 15 12 1955 @ @
16IR3001S0-TPM 0.22 8 15 12 1955 @ @
22IR3501S0-TPM 022 @ 35 23 16 | 127 [ ]
22IR4001S0-TPM 0.25 4 23 16 | 127 [ ]
22IR4501S0-TPM 028 @ 45 24 16 | 127 [ ]
22IR5001S0-TPM 0.32 5 23 16 | 127 [ ]

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

FULL PROFILE PRESSED VS GROUND

TPM pressed

* Improves the chip control

 Strongly r in internal
especially for difficult materials

 Best cost-performance ratio

Precision ground

* Achieves the higher precision

© A sharper cutting edge can guarantee
very smooth cutting action

« Every kind of thread’s standard can be easily
produced using the same blank

o Full profile insert will form a complete thread
profile including the crest.

« The distance between root and crest is controlled.

« The insert can produce only one pitch.

* Higher tool pressure compared to partial profile.

B16



THREADING Indexable inserts - INTERNAL

nidlkoro0.s

U B BL 0P
DP: Polycristalline diamond | PVD | PVD | PVD
n erna PVD: Physical vapour deposition
1]
S8 2 e
-— = 0n | WD
ISO 11-16-22 2L E 8
- = E =
* M: metric threads sialemachiont, - @1 choce O sutaoe| @ | O | @ | @
o W: parallel pipe threads (whitwoth) ini . )
« UN: unified inch threads Genera‘”‘”:’%ﬁm @ o Qe @ @
o NPT: American national tapered pipe threads | "% 48 1« choce §73 suiable s
© BSPT: tapered pipe threads Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
o Partial profile with 55° or 60° angle, for P thread pitch 90 70
metric, unified and parallel pipe threads +hreadpiie 200 180
60 | 50
M 150 | 140
D1
90 60
190 | 180
] 400
S 1600/
50
100
60
140
Designation RE TP  PDX | PDY IC Stock
4 MEMEI 111R05010 0036 | 05 06 06 63 °
[T
=2 11IR0751S0 0.05 | 075 | 0.6 06 | 635 [}
o
= 11IR100IS0 0.072 1 0.7 06 | 635 [ ]
>
W 11IR1251S0 009 | 125 | 09 08 | 635 [}
precision ground | 11IRIS0SO 011 15 1 | 08 | 63 [
sharpness orlented | 11IR175/50 013 1175 11 09 63 °
11IR2001S0 0.15 2 13 1 6.35 [ ]
16IR1001S0 0.072 1 0.7 06 | 9525 [ ]
16IR1251S0 009 ' 125 09 08 | 9525 [ ]
16IR1501S0 0.11 15 1 08 | 9525 [ ]
16IR1751S0 013 | 175 12 09 | 9525 [ ]
16IR2001S0 0.14 2 1.3 1 9.525 [ ]
16IR2501S0 018 | 25 15 1.1 | 9525 [ ]
16IR3001S0 0.22 8 1.5 1.1 1 9525 [}
4 MEAMEI 111L0501S0 0036 | 05 06 06 63 °
[T
= 11IL075IS0 0.05 | 075 | 0.6 06 | 635 [}
o
= 11IL100IS0 0.072 1 0.7 06 | 635 [ ]
>
W 11IL1251S0 009 | 125 | 09 08 | 635 [}
orecision ground HIL1501S0 011 15 1 | 08 | 63 °
left-hand 111L17510 013 1175 11 09 635 °
111L200IS0 0.14 2 13 1 6.35 [ ]
16IL100IS0 0.072 1 0.7 06 | 9525 [ ]
16IL1251S0 009 ' 125 09 08 | 9525 [ ]
16IL1501S0 0.11 15 1 08 | 9525 [ ]
16IL1751S0 013 | 175 | 1.2 09 | 9525 [ ]
161L200IS0 0.14 2 1.3 1 9.525 [ ]
16IL2501S0 018 | 25 15 1.1 ] 9525 [ ]
16IL300ISO 0.22 3 1.5 1.1 1 9525 [ )

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

FULL PROFILE

o Full profile insert will form a complete thread
profile including the crest.

« The distance between root and crest is controlled.

o The insert can produce only one pitch.

 Higher tool pressure compared to partial profile.

PRESSED VS GROUND

TPM pressed
 Improves the chip control
o Strongly r in internal

especially for difficult materials
 Best cost-performance ratio

Precision ground

 Achieves the higher precision

A sharper cutting edge can guarantee
very smooth cutting action

e Every kind of thread’s standard can be easily
produced using the same blank

B17
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THREADING Indexable inserts - INTERNAL nidkoTroo.s

HF: Mi in carbide
6L Lowvomo ca | HF | HF | BL | DP
I nte rn al DP: Polycristalline diamond | PVD | PVD | PVD
PVD: Physical vapour deposition
1]
S8 2 e
-— = 0n | WD
ISO 11-16-22 2L E 8
- = E =
* M: metric threads sialemachiont, - @1 choce O sutaoe| @ | O | @ | @
o W: parallel pipe threads (whitwoth) i . )
« UN: unified inch threads Genera‘”‘m;ﬁ‘ggé @ o Qe @ @
o NPT: American national tapered pipe threads | "% 48 1« choce §73 suiable s
© BSPT: tapered pipe threads Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
o Partial profile with 55° or 60° angle, for P thread pitch 90 70
metric, unified and parallel pipe threads +hreadpiie 200 180
g M & 50
=] 150 | 140
5 D1
[~=
= 19900 168%
L] ] 400
S 1600/
50
100
60
140
Designation RE TP  PDX | PDY IC Stock
4 [N | 16IR1001S0-1C 0.08 1 0.7 08 | 9525 [ ]
[T
=2 16IR1251S0-1C 009 | 125 | 09 9.525 [
o
= 16IR1501S0-1C 0.1 15 1 9.525 [}
>
W 16IR1751S0-1C 013 | 175 | 1.2 9.525 [ J
PCD carbide backed | 1OIRR00SO-1C 015 | 2 | 13 9525 °
single edge 16R250150-1C 018 | 25 | 15 9.525 °
16IR3001S0-1C 0.22 3 15 9.525 [ J
=10 [H] 16IR1001S0-1S 0.08 1 0.7 08 | 9525 [ J
[
= 16IR1251S0-1S 009 ' 125 09 9.525 [ ]
o
= 16IR1501S0-1S 0.11 15 1 9.525 [ ]
=2
w 16IR1751S0-1S 013 | 175 12 9.525 [ ]
PCBNsolbrazng | 10IR200SO-1S 015 | 2 | 13 952 °
single edge 16/R250150-1 018 | 25 | 15 9.525 °
16IR3001S0-1S 0.22 8 1.5 9.525 [}
4 wEMK HIRIAW-TPH 024 [ 14| 11 09 63 @
o
[+~
; 16IR11W-TPM 0.3 1 15 12 19525 @ @
>
= 16IR14W-TPM 0.24 14 15 12 1955 @ @
TPM pressed type
chip control oriented 16IR19W-TPM 017 19 1 08 | 9525 [ ]
=1 PRULK] 16/ROBUN-TPM 023 8 | 17 | 13 | 95% °
[T
= 16IR12UN-TPM 0.16 12 15 12 | 9525 [ ]
o
= 16IR14UN-TPM 0.13 14 15 1.2 | 9525 [ ]
=
t 16IR16UN-TPM 012 16 11 09 | 9525 [ )
™ pe 16IR18UN-TPM 0.1 18 1 08 | 9525 [ ]
chip control oriented  4g/RagyN-TPM 009 | 20 | 09 | 08 | 95% °
16IR24UN-TPM 0.08 | 24 0.8 08 | 9525 [ ]
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
FULL PROFILE ADVANCED THREADING PRESSED VS GROUND
TPM pressed
A PCBN for ISO H « Improves the chip control
 Strongly in internal

o Full profile insert will form a complete thread
profile including the crest.

« The distance between root and crest is controlled.

« The insert can produce only one pitch.

* Higher tool pressure compared to partial profile.

Please increase the number of passes when
machining hardened steel with PCBN inserts.
Keep the maximum infeed value lower than
0.10 mm

especially for difficult materials
© Best cost-performance ratio

Precision ground

* Achieves the higher precision

© A sharper cutting edge can guarantee
very smooth cutting action

 Every kind of thread’s standard can be easily
produced using the same blank

B18



THREADING Indexable inserts - INTERNAL

nidlkoro0.s

HF: Micrograin carbid
8L Lowvolome can | HF | HF | BL | DP
I DP: Polycristalline diamond | PVD | PVD | PVD
n e r n a PVD: Physical vapour deposition
[— ]
S8 2 e
-— = 0n | WD
ISO 11-16-22 L L E 8
=™ = =
* M: metric threads sialemachiont, - @1 choce O sutaoe| @ | O | @ | @
o W: parallel pipe threads (whitwoth) General machining, o )
« UN; unified inch threads mesumci @ 1*oo Qe @ @
« NPT: American national tapered pipe threads |~ " N0 gg 15 choice 473 sutable s
© BSPT: tapered pipe threads Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
e Partial profile with 55° or 60° angle, for 90 70
TP: thread pitch
metric, unified and parallel pipe threads 200 180
60 50
M 150 140
D1
% | 8
. 400
S 1600/
50
100
60
140
Designation RE TP  PDX | PDY IC Stock
w NPTEIMIE
g 16IR11.5NPT-TPM 025 | 115 15 1.2 | 9526 [ ]
£
o
2 16IR14NPT-TPM 022 | 14 15 12 | 9525 [ J
TPM pressed fype | {gIR{gNPT-TPM 02 | 18| 1 | 08 9525 °
chip control oriented
= NPT [PINK]
§ 16IR11.5NPT 0.07 | 115 15 11 19525 [ J
=
2
- 16IR14NPT 0.06 | 14 1 0.8 | 9525 [ J
precision ground
sharpness oriented
2 BSPTEAMEY  yqpespsprrom 3N 15 12 955 e
S
[==
; 16IR14BSPT-TPM 024 | 14 1.5 1.2 1 9525 [ ]
-
'
16IR19BSPT-TPM 017 | 19 1 0.8 | 9525 [ ]
TPM pressed type
chip control oriented 16IR28BSPT-TPM 0.1 28 08 0.7 | 9525 [ ]
4 60 (PLIK] 111RAGO-TPM 008 | - 09 | 08 63 °
=}
& 16IRAG0-TPM 0.08 = 09 08 | 9.525 [ ]
-
E 16IRAG60-TPM 0.08 = 1.5 1.1 19525 [ ]
&
oM p d type 16IRG60-TPM 0.13 = 1.7 12 | 9525 [ J
chip contro orented | pigo- T 05| - | 25 17 | 127 °
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
FULL PROFILE PRESSED VS GROUND PARTIAL PROFILE PARTIAL PROFILE 60° PITCH RANGES
TPM pressed
* Improves the chip control M UN
o Strongly r in internal
especially for difficult materials 760 0.50=1.50 48:16
o Best cost-performance ratio R )
Precision ground AG60 050:3.00 48:8
 Achieves the higher precision
- . A sharper cutting edge can guarantee N . .
o Full profile insert will form a complete thread : . « Partial profile insert works without cuts the
. . very smooth cutting action . G60 1.75=3.00 14+8
. '?-LOﬂ:: |:10Iud|gg l‘t::e crest.t ot oo « Every kind of thread’s standard can be easily outer d|am_eter of the thread.
 Higher tool pressure compared to partial profile.  Can produce burr that must be taken away. NE0 el e

B19
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THREADING Indexable inserts - INTERNAL nidkoTroo.s

HF: Micrograin carbid
BLLowume ca | HF | HF | BL | DP
Intern al DP: Polycristalline diamond | PVD | PVD | PVD
PVD: Physical vapour deposition
]
o W
S &R e
-— = 0n | WD
ISO 11-16-22 2L =2
- ™ = =
* M: metric threads sialemachiont, - @1 choce O sutaoe| @ | O | @ | @
o W: parallel pipe threads (whitwoth) General machining, o )
« UN: unified inch threads e o @ o Qe @ @
o NPT: American national tapered pipe threads | "% 48 1« choce §73 suiable s
© BSPT: tapered pipe threads Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
o Partial profile with 55° or 60° angle, for P thread pitch 90 70
metric, unified and parallel pipe threads +hreadpiie 200 180
g M & 50
Q 150 | 140
5 D1
=
= 199% 168%
L] ] 400
S 1600/
50
100
60
140
Designation RE TP  PDX | PDY IC Stock
4 s M 11IRAS5-TPM 008 - 09| 08 63 °
=]
& 16IRA55-TPM 0.08 - 09 | 08 | 9525 )
-
E 16IRAGS5-TPM 0.08 - 15 11 ] 9525 [ ]
3
16IRG55-TPM 0.21 - 1.7 | 12 | 9525 [
TPM,. | type
chip control oriented | 9 pgs. TpM 044 | - | 25 17 127 °
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
PARTIAL PROFILE PARTIAL PROFILE 55° PITCH RANGES
BSW-BSF-BSP
A55 4816
AG55 48:8
« Partial profile insert works without cuts the
outer diameter of the thread. G55 14:8
© The same insert can be used for a broad range of
different thread pitches. )
© Can produce burr that must be taken away. NS5 s

B20



THREADING Holders - INTERNAL

nidlkoro0.s

Reduced neck

V SI

ISO 11-16-22

Right-hand shown

[ f J H [ DCON
e |nternal threading holder LH Uf
e Vortex boring bar (High standard steel) LF ‘
 Special chip evacuation path
 With coolant through
Standard design Right-hand shown
! ‘*
F— : | DCON
|
LF T
DMIN
tock
Designation f °°R DMIN DCON WF LF LH GAMO MIID

REDUCED NECK

NT-V16M-SI'/r11-12 ° 12 16 6.3 ‘ 150 ‘ 25 18° 11IRoco

NT-V16M-SI'/r11-15 [ 15 16 7.5 ‘ 150 ‘ 25 18° 11IRoco

STANDARD DESIGN

NT-V10M-SI/z11-10 [ 10 10 5.2 150 25 21° 111Roco

NT-V16M-SI'/r16-20 [ 20 16 10 150 35 15° 16IRoco

NT-V20Q-SI'/x16-24 ) 24 20 12 180 35 15° 16IRoco

NT-V25R-SI'/x16-30 [ 30 25 15 200 35 15° 16IRoco

NT-V32S-SI'/r16-37 [ 37 32 18.5 250 35 15° 16IRoco

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion
Shim Locking screws L wrench Insert screws Flag wrenches
Spare parts

NT-VooM-SIR11-00 NT-ST25059T08 NT-FT08
NT-V16M-SIR16-20 NT-ST35089T15 NT-FT15
NT-V20Q-SIR16-24 NT-SH065 NT-SC003 NT-WR025 NT-ST35120T15 NT-FT15
NT-V25R-SIR16-30 NT-SH065 NT-SC003 NT-WR025 NT-ST35120T15 NT-FT15
NT-V32S-SIR16-37 NT-SH065 NT-SC003 NT-WR025 NT-ST35120T15 NT-FT15

INTERNAL THREAD right-hand INTERNAL THREAD left-hand

Insert: IR
Holder: R

Rotation: counterclockwise
Direction: towards chuck

Insert: IR
Holder: R

Rotation: counterclockwise
Direction: from chuck

B21
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THREADING Holders - INTERNAL

nidlkoro0.s

Insert: IR
Holder: R

Rotation: counterclockwise
Direction: towards chuck

Insert: IL
Holder: L

Rotation: clockwise
Direction: towards chuck

Insert: IL
Holder: L

Rotation: clockwise
Direction: from chuck

SI Reduced neck Right-hand shown
- ") t Q 7DCON
e |nternal threading holder WF { 4
o Steel boring bar ‘ LH ‘
* Without coolant through GAMO LF
o Small diameters with reduced neck |1
DMIN
Standard design Right-hand shown
DCON
LF
tock
Designation f °°R DMIN DCON WF LF LH GAMO MIID
REDUCED NECK
NT-SI/z1012-11 [ ] 10 12 5.2 150 25 21° 11IRoco
NT-SI/r1216-11 [ 12 16 6.3 150 25 18° 111Rooo
NT-SI/r1516-11 [ 15 16 7.5 150 25 15° 111Roco
STANDARD DESIGN
NT-SI/+2016-16 o o 20 16 10 150 35 15° 16IL/Roco
NT-SI'/r2420S-16 [ N ) 24 20 12 180 35 15° 16IL/Roco
NT-SI'/r3025S-16 [ N ) 30 25 15 200 35 15° 161L/Roco
NT-SI'/r3732S-16 [ N ) 37 32 18.5 250 35 15° 161L/Roco
NT-SI'/r3025S-22 [ 30 25 16 200 35 15° 22IRooco
NT-SI'/r3732S-22 ° 37 32 19.5 250 35 15° 22IRooo
NT-SI'/r4440S-22 [ ] 44 40 24.5 300 35 15° 22IRoco
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Shim Shim Locking screws L wrench Insert screws Flag wrenches
Spare parts
NT-SI4/rocoo-11 NT-ST25059T08 NT-FT08
NT-SI'/roc00-16 NT-ST35089T15 NT-FT15
NT-SILoocoS-16 NT-SH060 NT-SC003 NT-WR025 NT-ST35115T15 NT-FT15
NT-SIRooooS-16 NT-SH065 NT-SC003 NT-WR025 NT-ST35115T15 NT-FT15
NT-SIRooooS-22 NT-SHO67 NT-SC004 NT-WR030 NT-ST40140T15 NT-FT15
INTERNAL THREAD right-hand INTERNAL THREAD left-hand INTERNAL THREAD right-hand INTERNAL THREAD left-hand

Insert: IR
Holder: R

Rotation: counterclockwise
Direction: from chuck

B22



THREADING Number of passes and infeed depths - INTERNAL nikor00.S

M - Internal ISO-metric threads

TP 600 | 550 | 500 | 450 | 400 | 350 | 300 | 250 | 200 | 175 | 150 | 125 | 100 | 080 | 075 | 070 | 050 |
NO. OF INFEEDS RADIAL INFEED PER PASS

1 046 | 043 | 042 | 037 | 034 | 032 | 028 | 026 023 | 022 | 020 | 047 | 017 | 017 | 016 @ 013 0.0

2 043 | 040 | 040 | 034 | 031 | 030 | 026 025 021 | 020 | 018 | 017 | 015 | 014 043 012 008

3 035 | 033 | 032 | 028 | 024 | 024 | 021 | 018 017 | 015 | 015 | 014 | 011 | 011 010 010 007

4 030 | 026 | 026 | 023 | 021 | 019 | 016 015 015 | 013 | 013 | 010 | 009 | 007 007 007 006

5 026 | 022 | 022 | 021 | 018 | 017 | 014 013 | 012 | 010 | 011 009 008 - . . )

6 022 | 020 | 020 | 019 | 015 015 013 012 | 011 | 009 = 008 008 - . : : )

7 020 | 018 | 017 | 016 014 | 014 012 | 011 010 008 | - . . . . ) .

8 019 | 017 | 016 | 015 | 013 | 013 | 011 010 008 | 008 | - - . . . - - o
9 018 | 016 | 016 | 014 | 012 012 | 010 o010 | - . . . . . . . ) 2
10 016 | 015 | 045 | 013 | 012 011 | 010 008 | - ) ) - . . : : : ::
11 015 | 014 | 014 | 012 | 011 010 009 - - - - - - - - - - g
12 015 | 014 | 014 | 012 | 010 008 008 - - - - - . . . - -

13 014 | 013 | 012 | 011 o010 | - . - - . . . . . . . )

14 013 | 012 | 010 | 010 o008 | - . : ) ) ) - . . )

15 012 | 012 | - . . . : : : : ) . . . : : :

16 010 | 010 | - - - - ; - - - - - - - } - -

TOTAL INFEED 3.54 3.25 2.96 2.65 2.33 2.05 178 1.48 117 1.05 0.85 0.75 060 | 049 0.46 0.42 0.31

green background are standard items all other sizes can make specials

W - Internal Whitworth threads

TP 4 |45 | 5 |6 | 7 | 8 | 9 10 1| 12| 14 16| 18|19 20 | 2% | 28 |
NO. OF INFEEDS RADIAL INFEED PER PASS

1 049 | 046 | 045 | 038 | 037 | 032 | 030 | 029 028 | 028 | 024 | 024 | 023 | 022 | 021 019 018
2 046 | 043 | 043 | 036 | 035 | 030 | 028 027 026 | 026 | 022 | 022 | 022 | 022 021 018 017
3 038 | 038 | 038 | 030 | 029 | 024 | 023 022 022 | 022 | 018 | 019 | 019 | 018 017 015 0.4
4 036 | 033 | 032 | 026 | 025 | 021 | 020 019 019 | 018 | 015 | 016 | 016 | 014 014 012 012
5 034 | 029 | 028 | 022 | 022 | 019 | 018 017 016 | 016 | 013 | 043 | 013 | 012 011 008 008
6 031 | 025 025 | 021 | 019 017 | 015 015 014 | 014 | 011 011 | 008 008 008 | - :
7 029 | 024 | 022 | 019 | 018 015 014 014 | 013 | 013 009 008 - - - - -
8 027 | 022 | 020 | 017 | 016 014 | 013 | 013 | 012 @ 008 008 | - . . - - -
9 024 | 020 | 019 | 016 | 015 | 013 @ 012 o012 008 | - . . . . . . :
10 022 | 018 | 018 | 015 | 014 012 | 012 008 | - : : - . . } : :
11 020 | 047 017 | 014 | 012 012 | 008 | - - - - - - - - - -
12 019 | 016 | 015 | 014 008 008 - - - - - . . . - - -
13 017 | 015 | o012 | o012 | - . . . . . . . . . . . :
14 015 | 014 010 @ 010 | - . : : : : : - . . } : :
15 012 | 012 | - - - - } ; - - - - - - : ; -
16 010 | 010 | - - - - ; ; : ; - - - - ; ; ;

TOTAL INFEED 429 | 382 | 344 | 290 | 250 217 1.93 176 1.58 1.45 120 | 113 | 1.01 096 | 092 | 072 | 0.69

green background are standard items all other sizes can make specials
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THREADING Number of passes and infeed depths - INTERNAL nilkoroo.s

UN - Internal UN threads

TP 4 |45 | 5 |6 7 | 8 | 9 0| 1 [ 12 3] 14| 6 18 20| | s
NO. OF INFEEDS RADIAL INFEED PER PASS
1 044 | 041 | 042 | 035 | 034 | 030 | 028 | 027 027 | 027 | 025 | 023 | 022 | 023 | 020 @ 018 017 017
2 041 | 038 | 038 | 033 | 032 | 028 | 026 025 023 | 023 | 020 | 018 | 018 | 017 016 @ 015 014 014
3 039 | 034 | 033 | 025 | 024 | 022 | 019 018 018 | 018 | 015 | 014 | 014 | 014 013 013 009 010
4 033 | 028 | 027 | 021 | 021 | 018 | 016 015 015 | 015 | 013 | 043 | 012 | 012 010 @ 010 008 008
5 028 | 023 | 023 | 018 | 017 | 015 | 014 013 043 | 013 | 012 | 011 | 010 | 010 009 008 008 | -
6 024 | 020 | 020 | 016 | 015 | 013 & 013 o012 011 | 041 | 011 | 010 & 003 008 008 - ) )
7 022 | 019 | 018 | 015 | 014 012 012 011 | 011 | 010 | 010 009 008 @ - - - - -
o 8 021 | 018 | 047 | 014 | 013 011 011 010 | 010 & 008 008 008 - . . - - -
2 9 020 | 017 | 016 | 013 | 012 | 041 | 010 o010 008 | - . . . . . . ) -
:: 10 018 | 016 | 015 | 012 | 012 010 | 003 = 008 | - : ) - . . : . : :
q 11 017 | 015 | 014 | 012 | 011 010 008 @ - - - - - - - - - - -
12 016 | 014 | 014 | 011 | 008 008 - - ; - - - - - - ; - -
13 015 | 014 | o012 | o1 | - . - - - . . - . . . . ) -
14 014 | 013 010 @ 010 | - : ) : : ) ) . . . ) } : )
15 012 | 012 | - . . : : : : : ; . . - : : : :
16 010 | 010 | - - - ; ; - - - - - - - - - - -

TOTAL INFEED 3.74 3.32 2.99 2.46 213 1.88 1.66 1.49 1.36 1.25 114 1.06 093 | 084 | 076 0.64 0.56 0.49

green background are standard items all other sizes can make specials

NPT - Internal NPT threads

TP 8 | 115 | 14 | 18 | 270 |
NO. OF INFEEDS RADIAL INFEED PER PASS
1 028 | 028 028 | 028 028
2 025 | 025 025 | 025 025
3 022 | 022 | 022 | 022 022
4 019 | 019 019 | 019 | 019
5 018 | 018 | 018 | 018 | 0.18
6 018 | 018 018 | 018 0.8
7 017 | 047 | 017 | 017 017
8 017 | 047 | 017 | 017 017
9 016 | 016 | 016 016 0.16
10 016 | 016 016 | 016 | 0.16
11 014 | 014 014 | 014 | 014
12 013 | 013 | 013 | 013 0.3
13 012 | 012 | 012 | 012 | 012
14 011 | o1t | 011 | 011 | o
15 008 | 008 008 | 008 008

TOTAL INFEED 2.54 1.76 1.45 1.12 0.75
green background are standard items all other sizes can make specials

BSPT - British tapered pipe threads

TP Mo 14 19 | 28 |
NO. OF INFEEDS RADIAL INFEED PER PASS
1 025 | 024 | 022 | 017
2 023 | 020 019 | 0.4
3 021 | 047 | 015 | 0.1
4 018 | 014 012 | 010
5 016 | 042 | 012 | 006
6 014 | 012 | 006
7 013 | 011 | -
8 012 | 006
9 006 | -
TOTAL INFEED | 158 | 120 | 086 | 0.58

green background are standard items all other sizes can make specials
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THREADING Parameters - cutting speed nidkoTroo.s

‘ IS0 513 ‘ MATERIAL e JP5120 JP5125
| HB min | start | max min | start | max
. 100 150 200 O 100 140 180
Free cutting steel and low carbon
AR (o 10715/ smn 28/aup, 1.0503/c45) S L B e (s D
g8 100 130
. 90 130 170 O 80 120 160
Medium and high alloy steel )
ERRE N (o, 17225742 Crhdo 4, 1.3505/100 Cr 6) B @ & 10 10 @ 0 100 120
® 60 8 100
@ 9 10 150 | O 70 100 130
High tensile strength and tool steel . o
R (o1 12344/ 40 oV 5 1/0RVAR, Hardoxd00®) 0400 @ 70 100 30 @ G0 %0 120 2
#® 60 8 100 %
@ 100 150 200 () 100 140 180 T
Ferritic and martensitic stainless steel 2
P7 (ex. 1.4021/X 20 Cr 13/AIS1420) B @ 0130 R0N @R 80l 208 6
g 100 130
. 70 90 110 O 60 80 100
Precipitation hardening stainless steel
P8 (ex. 1.4548/X 5 CrNiCuNb 17 4/17-4-PH) =450 @ B ) A @
® 50 6 70
@ 10 150 | (O 60 100 140
Austenitic stainless steel
M1 7 4305/ 10 ornis 18 9/AISI309) came () BD WU ) 6 B R
ﬂ 50 80 110
@® 0 10 130 (O 60 9 120
Austenitic and Duplex stainless steel
M2 - M3 (ex. 1.4401/X 5 CrNiMo 17 12 2/AISI316) ‘ el = L ' o & iy
g 50 0 w©
@ 10 150 19 | (O 100 140 180
Grey cast iron .
(ex. 0.6025/GG 25/EN-GJL-250) 150 + 250 ‘ 90 135 160 ‘ 80 115 150
s o0 90 120
. 90 130 170 O 80 120 160
Nodular cast iron .
(ex. 0.7050/GGG 50/EN-GJS-500-7) L @ 0 15 130 @ 0 9% 10
s oo 80 100
. 80 115 150 O 70 105 140
Austenitic and ADI cast iron 250:500 @ 70 100 130 @ 60 0 120
(ex. 0.6660/GGL-NiCr 20 2/Ni-Resist 2, GJS-1000-5/ADI1000) .
ﬂ 50 75 100
NDOSO
IS0 513 MATERIAL LASHE
HB (NDPOOT)
\ min | start | max
@ 400 1000 1600
Aluminium alloys < Si 12%
(ex. 3.4365/A1Zn5.5MgCu/ERGAL)
@ 250 400 550
Aluminium alloys Si > 12%
(ex. 3.2382/G-AISi12)
. 300 600 900
Copper alloy
(ex. 2.0060/E-Cu57)
® 75 100
Titanium alloys
(ex. TiAI2Sn4Zr2MoSi)

Complete workpiece materials p. H1.
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THREADING Parameters - cutting speed

nidlkoro0.s

1S0 513 MATERIAL HARDNESS NBL350C
HB min | start | max

. 60 100 140
Case-hardened steel .
(ex. 1.7131/16 MnCr 5) 50+ 56

@ 60 9 120
Bearing steel, quenched and tempered steel 54+ 60
(ex.1.3505/100 Cr 6) .

@ 70 90
Hardened tool steel P

(ex 1.2436/X 210 CrW 12/2312)

Complete workpiece materials p. H1.
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