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NEUMO Ehrenberg Group Tool Selector and CNC

program Generator
VARGUS GENius™ - The most powerful tool selector, cutting data and , -

CNC program generating software for the metal cutting tools industry.

Thread Turning:
The Vargus GENius™ guides the user to the right tool and the best cutting conditions for the application.

Thread Milling:
In a few simple steps, the Vargus GENius™ provides the user with the best tool and optimal machining data, as
well as the G-Code for all popular CNC machines.

The VARGUS GENius™ is free and available in 16 languages in Online, Desktop, and .EXE versions.

VARGUS | Tool Selector and
GE Nius" | CNC Program Generator

The most popular and advanced thread
turning and thread milling software on
the market today.

Now available in 3 versions at www.vargus.com

VARGUS

SNz et
ONLINE ys on, always Updated

VARGUS | - Stand-alone software application
GENius"| + MSWindows OS-based program
DESKTOP - Automatic updates

VARGUS | - USB memory devices
SeNius"| * MSWindows operating system-based program

setup.exe| To install, open ZIP and click Setup.exe

Yyvivargus| 7 |
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NEUMO Ehrenberg Gro

Whether you require a non-standard size, a complex shape or a special
design, the Vargus Custom Made Solutions team has the experience and
know-how for essentially any tooling solution.

Working closely with the customer, VARGUS engineers provide the
best solution for your operation, as well as guide and advise in the
implementation of the customized machining process.

The Custom Made Solutions team has all of the know-how to design
the right cutting tool, using the latest techniques and top-of-the-line
technology.

Contact your VARGUS Sales Representative for more details. Quality | Innovation | Service
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NEUMO Ehrenberg Gro

GEAR MILLING

Advanced Technologies for Gear, Spline and Rack Manufacturing

Revolutionary and cost-effective solutions for
Gear, Spline & Rack applications, tailor-made to
order or available as standard.

The complete Gear Milling Product Catalog is
available at www.vargus.com

Gear Milling Tool Range

End Mill Shell Mill Disc Mill Solid Carbide
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Thread Turning System - EXTERNAL
Standard

Standard Standard with Clamp V-Cap
&
Off-Set Qualified Drop Head-Qualified
SCB
Miniature Square Shank Miniature Round Shank
FLINE
IC1/2"F F Style
U Style
U Style U Style with Clamp
V Style VG-Cut
1/4"V,3/8"V, 1/2"V Slim Throat
| 12 | VARDEX
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\ VARG.USW
ceNius
Tool Selector and CNC
Program Generator

Thread Turning System - EXTERNAL

V Style MEGALINE
5/8"V V Style 5/8"MG MG Style
Multils
M+ Style FLINE MF+ Style
Z+ Style T+ Style
~QilzGas
14D 14D Standard
CNGA Chaser T+ Style On Edge

wvvarqus| 13
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Standard

Standard Standard with Clamp V-Cap
&
Oil & Gas Carbide Shank
SCB
Miniature Square Shank Miniature Round Shank
FLINE
F Style
U Style
U Style U Style with Clamp
V Style MEG/LINE
5/8"V V Style 5/8"MG MG Style
Multils
M+ Style FLINE
14

| VARDE X

MF+ Style
Z+ Style

T+ Style
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Thread Turning System - INTERNAL

‘'VARGUS
ceNius’
Tool Selector and CNC
Program Generator

Mini-V
Steel Shank Carbide Shank Sleeve Clamping Shank
MINIPRO
Mini-3 Steel Shank / Mini-3 Adjustable Carbide Shank
IC4.0,1C5.0,1C6.0 Carbide Implanted Shank
Mini-5L Steel Shank / Mini-5L Adjustable
Carbide Implanted Shank
MINIPRO
Micro Double-Ended Micro Sleeve
micrQscope
Micro Single-Ended 2 Flats Round Shank 4 Flats Round Shank Square Shank Drop Head
~QileGas
14D 14D 14D with Clamping
CNGA Chaser T+ Style On Edge
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Vardex Ordering Code System

B Threading Inserts

3 E R 1.5 I1ISO VTX
1 2 3 4 5 6 7 8 9 10 11 12
1- Insert Size 2 - Insert Style 3 -Type of Insert 4 - RH/LH Insert
SL-1C5.0L mm U E - External R - Right Hand Insert
4.0K-1C4.0 mm iA‘ v ,@ MG - Internal L - Left Hand Insert
5.0K-1C5.0 mm A@A N El - External +Internal None - Right + Left Insert
6.0-1C6.0 mm o g L
2 _ ‘C'l/4” tye ertical ega Line
3-1C3/8" L J >
4-1C1/2" ' “
5-1C5/8" > ‘
14D - 14D Mini-L F-Line
1616 - Chaser size 16x16
5 - Pitch 6 - Standard 7 - No. of Cutting Corners
Full Profile - Pitch Range 60 - Paft@' Proffle 600 STACME - Stub ACME 6C - V6 Cutting Corners
mm tpi 55 - Partial Profile 55 UNJ - UNJ
0.35-25.0 72-1 ISO - ISO Metric MJ -1SO 5855 8 - APl Form
Partial Profile - Pitch Range UN - American UN ABUT - American Buttress 38
mm toi W - Whitworth for BSW, BSP BBUT - British Buttress 283
Al 05-15 48-16 BSPT - British Standard Pipe Thread SAGE - Metric Buttress DIN 513
8l 7550 | 1a-11 NPT - NPT API - API 403
AC 05-30 48-8 ANPT - ANPT BUT - API Buttress Casing 202
G| 175-30 14-8 NPTF - NPTF APIRD - APl Round Casing & Tubing 503
N| 35-50 7-5 NPS - NPS VAM - VAM 652
Ul 55-80 45-325 RD - Round DIN 405 NVAM - New Vam 9- No. of Teeth
Q 55-60 45-4 RD20400 - Round DIN 20400 EL - Extreme Line Casing :
\Lj 28 - ?-(?O j’ ;;5 TR - Trapez DIN 103 H90 - H90 (for Multitooth Style)
T 05 20 T ACME - ACME PG - Pg DIN 40430 2,3,56,8

10 - Multitooth Style

11 - Carbide Grade

12 - Coarse Pitch Inserts

Mulﬁﬂa

VKX, VTX, VCB, VM7, VK2, VK2P,
VHX, VBX, VRX, VTXP, VKXP, VRXP

158/...
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B Micro Threading Inserts - Double Ended

3 S I R 0.5 ISO VMX
1 2 3 4 5 6 7
1- Insert Dia. 2 - Insert Style 3 -Type of Insert 4 - RH/LH Insert 5 - Pitch
3.0-3.0mm S - Micro Insert I - Internal R - Right Hand Insert | | Full Profile - Pitch Range
4.0-40mm L - Left Hand Insert mm tpi
6.0-6.0mm 0.30-1.5 40-16
8.0-80mm Partial Profile - Pitch Range
10.0-10.0 mm mm tpi
N A| 05-15| A | 48-16
6 - Standard 7 - Carbide Grades Flo5-301 F | 48-24
60 - Partial Profile 60° VMX
55 - Partial Profile 55°
1SO - 1SO Metric
MJ -1SO 5855
NPT - NPT
NPTF - NPTF
UN - American UN
W - Whitworth for BSW, BSP
micrQscope
B Micro Threading Inserts - Single Ended
M 5 42 TH 0.5 ISO L16 R VBX
1 2 3 4 5 6 7 8 9
1- Product Line 2 - Insert Size 3 - Min. Bore Dia.
M, MS - Microscope 4,56 3.2,4.2,.
4 - Type of Application 5 - Pitch (for Threading) 6 - Threading Standard
TH - Threading Full Profile - Pitch Range 60 - Partial Profile 60°
mm tpi 55 - Partial Profile 55°
05-15 32-16 1SO - I1SO Metric

UN - American UN

Partial Profile - Pitch Range W - Whitworth for BSW, BSP

mm tpi NPT - NPT
A 05-15 |A 48-16
F 05-10 |F 48 -24
7 - Overhang 8-LHorRH 9 - Carbide Grades
L16 R - RH Helix VBX
L - LH Helix

wvvarqus| 19
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(o))
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24 QilzGas
g B CNGA and On Edge Inserts for Oil & Gas
'_
el N e [ Al 6 [[ 4 [ 1 | RJ| 5 [[BUT75] VKX
T N E C 4 3 E R 4 APIRD VKX
1 2 3 4 5 6 7 8 9 10 11
1- Insert Shape Z-ﬂ:fgfgzx\nnggggz I.%C-Tolerances S 4 - Clamp Type
m
T C N C A
Theoretical
diameter of | Insert thickness
inscribed circle

+0,025 +0,025 +0,025
G +0,025 +0,13 +0,025
3 Th‘eoret‘lcal dl'ameter 6 - Thickness 7 - Type of Insert 8- RH/LH Insert 9 - Pitch
of inscribed circle
4-1/2"(12.7 mm) 3- 3/16” (4.76 mm) E - External )

. 4-4/16"(6.35mm) R - Right Hand Insert .
5-5/8"(15.875 mm) . I - Internal 10-5 tpi
6-6/8"(19.05 mm) >-5/16(7.94 mm) El - External + Internal L - Left Hand Insert

) 6-6/16"(9.525 mm)
10 - Standard 11 - No. of Teeth 12 - Carbide Grades
ACME - ACME VAM - VAM (For Multitooth Style)
STACME - Stub ACME NVAM - New VAM T3.T5 VKX, VKX, VTX, VTXP
API - API EL - Extreme Line Casing
BUT - API Buttress Casing H90 - H90

APIRD - APl Round Casing & Tubing

B VG-Cut Inserts

VG D 3.0 ISO 1.50 RH - RS VPG
1 2 3 4 5 6 7 8
1 - Line Name 2 - Number of Cutting Corners 3 - Inserts Width 4 - Standard
VG - Deep Grooving, Threading & D - Double 30mm 60- Partial Proﬁle 60:
Parting Off : 55 - Partial Profile 55
ISO - 1SO Metric
5 - Pitch UN - Arﬁerican UN
Full Profile - Pitch Range W - Whitworth for BSW, BSP
- NPT - NPT
mm tpi
0520 3211 6 — RH/LH Inserts 7 - Top Rake Geometr 8 - Carbide Grade
Partial Profile - Pitch Range op ° y
mm tpi RH Helix RS - Close to right shoulder VPG
A ‘ 05-15 48-16 LH Helix LS - Close to left shoulder
B Mini-V Inserts
\'} 08 TH 1.5 ISO R VBX
1 2 3 4 5 6 7
1- Product Line 2 - Insert Style 3 - Type of Application 4 - Pitch (for Threading) 5 - Threading Standard
V- Mini-V 08,11,14,16 TH - Threading Full Profile - Pitch Range 60 - Partial Profile 60°
mm 55 - Partial Profile 55°
6-RH 7 - Carbide Grade 05-20 1SO - 1SO Metric
R- RH Helix VBX Partial Profile - Pitch Range UN - American UN

. W - Whitworth for BSW, BSP
BSPT - British Standard Pipe Thread

H | 0575 48-32 NPT - NPT National Pipe Thread

|| 10125 | 2420 NPTF - NPTF National Seal Pipe Thread
J | 15175 16-14 TR - Trapez Din 103

A | 0515 48-16

G | 1.75-3.0 14-8
AG | 05-3.0 48-8

| 20 | VARDEX
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Partial Profile 60° g
'_
External N v
X —>]
X
1 r
o T X
Internal ey
60° L L @ :
l IC
External SCB
Standard Sintered V6 F-Line
Chipbreaker
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC Lmm mm tpi RH LH r X Y RH LH Toolholder
1/4" 11 0.5-15 48-16 2ERA60... 2ELA60... 0.05 0.8 09 - - NL.-2 (LH)
05-1.5  48-16 3ERA6O... 3ELA6OQ... 0.05 0.8 09
3/8" 16 1.75-3.0 14-8 3ERG60... 3ELGAO... 0.27 1.2 1.7 YE3 YI3 AL.-3 (LH)
0.5-3.0 48-8 3ERAG60... 3ELAG6O... 0.08 1.2 1.7
SCB
0.5-15 48-16 3JERAGO... 0.05 0.6 0.8
16 17530 148 3JERGEO.. 027 11 15 YB3 -  AL3
05-3.0 48-8 3JERAGAO... 0.08 09 1.5
3/8"V6 16 0.5-20  48-13 3ERS60-6C... 0.06 19 30 YE3-6C - AL.-3
1/2" 22 3550 75 4ERNGO... 4ELNGO... 0.53 1.7 25 YE4 Y4 AL.-4 (LH)
1/2"F 23 35-50 75 4FERN6O... 0.53 1.7 25 YE4F - AL.-4F
5/8" 27 55-6.0 45-4 5ERQA60... 5ELQ60... 0.64 2.1 31 YES YI5 AL.-5 (LH)

FLINE

Tyvivargus| 21 |
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Partial Profile 60° (cont

External
Internal
External
U Style
Insert Size Ordering Code Dimensions mm Anvil
IC RH+LH r X Y RH
1/2"U 4UEIU6O0... 030 06 1.0 YE4U
5/8"U SUEIU6O... 0.37 1.0 137 YESU
Slim Throat
Insert Size Ordering Code Dimensions mm
IC RH LH r X Y T
1/4"V 2VERAGO... 2VELAGO... 0.05 0.69 2.3 3.2
3VERAGO... 3VELAGO... 0.05 1.10 2.7 3.6
3/8"V 3VERGG6O... 3VELGEO... 0.27 1.10 19 3.6
3VERAG60.. 3VELAG60.. 0.08 1.10 19 3.6
172"V 4VERNGO... 4VELNGO... 0.53 1.10 2.3 4.8
V Style
Insert Size Ordering Code Dimensions mm
IC RH LH r X Y T
5/8"V 5VERV60... SVELV60... 0.75 0.6 5.2 10

Partial Profile 60°

External
f L ref
Internal
v
el e EE—=—> [
R
VG-Cut
VG-Cut
Pocket n f " No. of f Min.
S Ordering Code Dimensions mm e Helix Tl DNBmeE
Pitch mm R Y  Lref Deg

3 VGD3.0A60RH... 005 168 219 5-8 15° Partial Profile A6O

| 2 | vARDEX
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Partial Profile 60° (con't)

Internal T e y
X
~L i
4 ) i
Internal X ]
: © «©
IC Ic
External SCB
Standard Sintered V6 E-Line
Chipbreaker
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm mm tpi RH LH r X Y RH LH Toolholder
1/4" N 05-1.5  48-16 2IRAG0... 2ILAGO... 0.05 0.8 09 - = NVR..-2 (LH)
S 0515 4816 2IRAGO.. 005 06 08 - - NWR.2
0.5-15  48-16 3IRA60... 3ILAGO... 0.05 0.8 09
3/8" 16 1.75-3.0 14-8 3IRG6O... 3ILG6O... 0.16 1.2 1.7 YI3 YE3  AVR.-3(LH)
05-3.0 48-8 3IRAG6O... 3ILAG6O... 0.05 1.2 1.7
SCB
05-1.5  48-16 3JIRA6O... 0.05 0.6 0.8
8 16 17530 148 3JRGEO.. 016 10 15 Y13 -  AWR.-3
05-3.0 48-8 3JIRAG6O... 0.05 09 1.5
3/8" AVR.-3
;E:EE V6 16 0520 48-14 3IRS60-6C... 0.03 1.6 26 YI3-6C = NVRC.-3 206/..
172" 22 3550 75 4IRN6O0... 4ILN6O... 0.30 1.7 2.5 Y4 YE4  AVR.-4 (LH)
1/2'F 23 3550 75 4FIRN6O... 03 17 25  YI4F - AVRC.-4F
5/8" 27 55-60 454 5IRQ60... 5I1LQ60... 0.30 1.8 2.7 Y15 YE5  AVR.-5 (LH)
FLINE
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Contents Thread Turning Thread Milling MiniPro

(o))
=
£
=
3 . .
g Partial Profile 60° (cont
'_
Internal
Internal
0°
External
U Style
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm mm tpi RH+LH r X Y RH LH Toolholder
1/2"U 22 55-80 45325 4UEIU6O0... 0.30 0.6 11.0 Yl4U  YE4AU  AVR.-4U (LH)
5/8"U 27 6.5-90 4-275 5UEIU6O... 0.37 1.0 13.7 YI5U  YESU  AVR.-5U (LH)
V Style
Insert Size Pitch Ordering Code Dimensions mm
IC L mm mm tpi RH LH r X Y T Toolholder
5/8"V 27 6.0-100  4-25 5VIRV6O... 5VILVeO... 0.35 1.0 4.3 8 NVR.-5V (LH)
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Contents Thread Turning

Partial Profile 60° (con't)

Thread Milling

MiniPro

Internal
o Internal
60 e h Helir
Y r >
l v
External [ E] Toolholder face
L/ S
Mini-V

Igtsyelret Pitch Ordering Code Dimensions mm Helix  Toolholder
tpi mm RH d T F Y r Deg.
48-32  05-0.75 VO8THHG0R... 4.20 0.5 0.03 1.5

V08 24-20  1.0-1.25 VO8THIGOR... 6 3.8 4.46 0.8 0.10 2.5 VO8-...
16-14  1.5-1.75 VO8THJ6OR... 4.76 09 0.14 3
48-32  05-0.75 VI1THHEOR... 5.80 0.5 0.30 1.5

v 2420 1.0-1.25 VI1THI6OR... 8 42 606 08 010 15 n-.
16-14  1.5-1.75 V1I1THJ60R... 5.61 09 0.14 3
48-16 0.5-1.5 V14THAGOR... 09 0.05

V14 14-8 1.75-3.0 V14THGEOR... 9 5.7 9 1.7 0.16 1.5 V14-...
48-8 0.5-3.0 V14THAGG60R... 1.7 0.05
48-16 0.5-1.5 V16THAGOR... 09 0.05

V16 14-8 1.75-3.0 V16THG6OR... 11 5.7 10.2 1.7 0.16 1.5 Vi16-...
48-8 0.5-3.0 V16THAGE0R... 1.7 0.05
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Contents Thread Turning Thread Milling MiniPro

Partial Profile 60° (con

MINIPRO

Internal
60° Internal f Standard
External @ﬁ
f
U Style
Mini-3 Standard
Insert Size Pitch Ordering Code Dimensions mm  Min. Bore Dia.
ICmm Lmm mm tpi RH LH r Y E mm Toolholder
4.0 6 0.5-1.25 48-20 4.0KIRA60...  4.0KILAGO... 005 06 37 6.35 NVR.5-4.0K (LH)
5.0 8 0.5-15  48-16 5.0KIRA60...  5.0KILAGO... 0.05 07 4.7 7.80 NVRC 7-5.0K (LH)
6.0 10 0.5-1.5  48-16 6.0IRA6O0... 005 09 53 10.00 NVR 1.-6.0
Left handed tool supplied by request (Example: 6.0ILAGO...).
Mini-3 U Style
Insert Size Pitch Ordering Code Dimensions mm  Min. Bore Dia.
ICmm Lmm mm tpi RH+LH r Y F mm Toolholder
5.0U 8 17520  14-11 5.0KUIB6O... 016 40 5.8 9.0 NVRC 8-5.0KU (LH)
Mini-L
Insert Size Pitch Ordering Code Dimensions mm  Min. Bore Dia.
ICmm mm tpi RH LH r Y F mm Toolholder
5.0L 0.5-1.5 48-16 5LIRA6GO... 005 09 465 8.0 NVR 10.-5L

Left handed tool supplied by request (Example: 5LILA6O...).
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Contents Thread Turning Thread Milling MiniPro

Partial Profile 60° (con't)

MINIPRO

Internal

60°

Internal

External

Helj
%

D min

=

I

~

1
ALy

r >t

—— L2 ref

T

N
1

J O

o),

RH-Single Ended

‘-n

¥

RH-Double Ended

Micro - Double Ended

Insert Dia. Pitch Ordering Code Dimensions mm Min. Bore Dia.
dmm mm tpi RH r L1 L F Y mm Toolholder
30 0510 4824 3.0SIRF60... 0.05 16 50 146 09 33 SMC.-3.0
4.0 0510 4824 4.0SIRF60... 0.05 16 50 1.96 09 43 SMC..-4.0
6.0 05-15  48-16 6.0SIRAGO... 0.05 16 50 250 09 6.0 SMC.-6.0
Left handed tool supplied by request (Example: 6.0SILAGO...).
Micro - Single Ended micrQscope
Insert Dla. Pitch Ordering Code Dimensions mm Min. Bore Dia.
dmm mm  tpi RH/LH Helix ° L1 F Y L2ref* Lref D mm Toolholder
0 05-1.0 48-24 MS429THF60L16R/L... 09 184 154 32 MH_-40
0.5-1.0 48-24 MS439THF60L16R/L... 35 16 19 09 42
6.0 0.5-1.5 48-16 M659THAGOL16R/L... 29 18.5 422 6.2 MH..-6.0

* L2 Ref: Repeatability within +/-0.02.
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Contents Thread Turning Thread Milling MiniPro

Partial Profile 55°

External N S
X
Xw ]
% -
r T
Internal )
55° L L \ @ )
l > Ic
External SCB
Standard Sintered V6 F-Line
Chipbreaker
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm mm tpi RH LH r X Y RH LH Toolholder
1/4" N 0.5-1.5 48-16 2ERAS5S.. 2ELASS... 0.05 0.8 09 - = NL.-2 (LH)
0.5-1.5 48-16 3ERASS... 3ELASS... 0.05 0.8 09
3/8" 16 1.75-3.0  14-8 3ERG55.. 3ELG5S... 0.21 1.2 1.7 YE3 YI3 AL.-3 (LH)
0.5-3.0 48-8 3ERAG55... 3ELAG55... 0.07 1.2 1.7
SCB
0.5-15 48-16 3JERASS.. 0.05 0.6 0.8
Y& 16 17530 148 3JERGSS.. 021 11 15 YE3 - AL-3
0.5-3.0 48-8 3JERAGSS5... 0.07 09 1.5
3/8'V6 16 = 48-14 3ERS55-6C... 0.05 1.8 2.8  YE3-6C = AL.-3
1/2" 22 3550 75 4ERN5S... 4ELNSS.. 043 1.7 2.5 YE4 Yi4 AL.-4 (LH)
1/2'"F 23 3550 75 4FERNSS... 043 1.7 2.5 YE4F = AL..-4F
5/8" 27 55-60 454 S5ERQ55... 5ELQSS... 0.60 2.0 29 YES Y15 AL.-5 (LH)
FLINE
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Contents Thread Turning Thread Milling MiniPro

Partial Profile 55° (cont

External
Internal
Y
3 . v
External Tﬁl:%
U Style V Style / Slim Throat
U Style
Insert Size Ordering Code Dimensions mm Anvil
IC L mm X Y RH LH Toolholder
1/2"U 22 09 1.0 YE4U  YI4U AL.-4U (LH)
5/8"U 27 1.2 13.7 YE5U  YISU AL.-5U (LH)
Slim Throat
Insert Size Ordering Code Dimensions mm
IC L mm X Y T Toolholder
174"V N 0.8 2.7 3.2 NL.-2V (LH)
1 1.1 2.7 36
3/8"V 11 19 3.6 NL.-3V (LH)
1.1 19 3.6
172"V 22 1.1 2.3 4.8 NL.-4V (LH)
V Style
Insert Size Ordering Code Dimensions mm
IC L mm X Y T Toolholder
5/8"V 27 1.0 4.3 8 NL.-5V-8 (LH)

Partial Profile 55°

External
f L ref
Internal m
External IW
VG-Cut
VG-Cut
Pocket ) ) ) No. of ; Min.
Size Ordering Code Dimensions mm Phmsas Helix Thread Toolholder
Diameter
RH Deg Monoblock
3 VGD3.0A55RH... 5-8 1.5° Partial Profile A55 VGE..T12
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Contents Thread Turning Thread Milling MiniPro

(o))
£
=
=
g . .
j Partial Profile 55° (con
'_
Internal Y
X
r I
L
Internal A A
5° <
Ol
Ic ¥
External
SCB
Standard Sintered V6 F-Line
Chipbreaker
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm mm tpi RH LH r X Y RH LH Toolholder
1/4" N 0.5-1.5 48-16 2IRASS... 2ILAS5S.. 0.05 0.8 09 - = NVR..-2 (LH)
VM 0515 4816 2JIRASS.. 005 06 08 - - NWR.2
0.5-15 48-16 3IRAS5S... 3ILASS.. 0.05 0.8 09
SCB 3/8" 16 1.75-3.0 14-8 3IRG55... 3ILG55... 0.21 1.2 1.7 Y13 YE3  AVR.-3 (LH)
05-3.0 48-8 3IRAG55... 3ILAGS5... 0.07 1.2 1.7
0.5-1.5 48-16 3JIRASS... 0.05 0.6 0.8
28 16 17530 148 3JRGSS. 021 11 15 Y3 - AR.3
0530 48-8 3JIRAGS5... 0.07 09 1.5
_ 3/8" ) i i ] ~ AVR.3
:EE:E V6 16 48-16 3IRS55-6C... 0.05 1.6 26 Y13-6C NVRC -3 206/..
172" 22 35-50 75 4|RN55... 4]LN55... 043 1.7 2.5 Yi4 YE4  AVR.-4 (LH)
1/2'"F 23 3550 75 4FIRN55... 043 1.7 2.5 YI4F - AVRC..-4F
FLINE 58 27 5560 454  5RQS5.  SILQSS. 060 20 29 Y5 YE5 AVR.-5(LH)
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Contents Thread Turning Thread Milling MiniPro

(o]
=
Se
25
. . BE
Partial Profile 55° (conv g
'_
Internal
Internal
so
External
U Style
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm mm tpi RH+LH r X Y RH LH Toolholder
1/2"U 22 55-80 45325 4UEIUSS... 0.60 09 11.0 Yi4U  YE4AU  AVR.-4U (LH)
5/8"U 27 6590 4275 SUEIUSS... 0.80 1.2 13.7 YI5U  YE5U  AVR.-5U (LH)
V Style
Insert Size Pitch Ordering Code Dimensions mm
IC L mm mm tpi RH LH r X Y T Toolholder
5/8"V 27 6.0-90 4-2.75 S5VIRVSS... 5VILV5S... 0.70 1.0 43 8 NVR.-5V (LH)
Partial Profile 55° (conv Mini-V
Internal
Internal
g0
— > h
i e pelix
External X 4 3@ Toolholder face
r/ A1
Mini-V
et Pitch Ordering Cod Dimensi Helix  Toolhold
Style itc rdering Code imensions mm elix oolholder
tpi mm RH d T F Y r Deg.
48-16 0.5-1.5 V14THAS5R... 09 0.05
V14 14-8 1.75-3.0 V14THG55R... 9 5.7 9 1.7 0.21 1.5 V14-..
48-8 0.5-3.0 V14THAGS5R... 1.7 0.07
48-16 0.5-1.5 V16THASSR... 0.9 0.07
V16 14-8 1.75-3.0 V16THG55R... n 5.7 10.2 1.7 0.25 1.5 V16-...
48-8 0.5-3.0 V16THAGS55R... 1.7 0.07
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Contents Thread Turning Thread Milling MiniPro

2

g

=

g Partial Profile 55° (con't MINIPRO
<

Internal
Internal
5
External

Mini-3 Standard

Insert Size Pitch Ordering Code Dimensions mm  Min. Bore Dia.

ICmm Lmm mm tpi RH LH r Y H mm Toolholder
4.0 6 0.5-1.25 48-20 4.0KIRAS5..  4.0KILAS5.. 005 0.6 3.8 6.45 NVR.5-4.0K (LH)
50 8 0.5-1.5  48-16 5.0KIRAS55..  5.0KILAS5.. 005 0.7 4.7 7.80 NVRC 7-5.0K (LH)
6.0 10 0.5-1.50 48-16 6.0IRA5S... 005 09 53 10.00 NVR 1.-6.0

Left handed tool supplied by request (Example: 6.0ILAS55..).

Mini-3 U Style

Insert Size Pitch Ordering Code Dimensions mm  Min. Bore Dia.
ICmm Lmm mm tpi RH+LH r Y H mm Toolholder
50U 8 17520 14-11 5.0KUIBSS... 021 40 5.7 9.0 NVRC 8-5.0KU (LH)
Mini-L
Insert Size Pitch Ordering Code Dimensions mm  Min. Bore Dia.
ICmm mm tpi RH LH r Y F mm Toolholder
5.0L 0.5-15  48-16 SLIRASS... 005 09 4.65 8.0 NVR 10.-5L

Left handed tool supplied by request (Example: 5LILA55...).
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Contents Thread Turning Thread Milling MiniPro

(o))
=
c
E
s
Partial Profile 55° (con MINIPRO g
'_
D min
Internal L ref | >
D L
%) ‘
Internal El' [ s
o 1% N _ | [y
55 7 » 1 & © e d L
s L14>1 o
—— L2 ref
External
RH-Single Ended RH-Double Ended
Micro - Double Ended
Insert Dia.  Pitch Ordering Code Dimensions mm Min. Bore Dia.
d mm mm tpi RH r L1 L F Y mm Toolholder
30 0.5-1.0 4824 3.0SIRF55... 0.05 16 50 146 09 33 SMC..-3.0
4.0 0.5-1.0  48-24 4.0SIRF55... 0.05 16 50 1.96 09 4.3 SMC..-4.0
6.0 0.5-1.5  48-16 6.0SIRASS... 0.05 16 50 2.50 09 6.0 SMC.-6.0
Left handed tool supplied by request (Example: 6.0SILAS5...).
Micro - Single Ended micrQscope
Insert Dia.. Pitch Ordering Code Dimensions mm Min. Bore Dia.
dmm mm tpi RH/LH Helix® r L1 F Y L2ref* Lref D mm Toolholder
0.5-1.0  48-24 MS429THF55L16R/L... 0.05 09 3.2
4.0 075 184 354 ———  MH..-40
0.5-1.0  48-24 MS439THF55L16R/L... 35 0.05 16 19 4.2
6.0 0.5-15  48-16 M659THAS5L16R/L... 0.06 29 09 185 422 6.2 MH..-6.0

* L2 Ref: Repeatability within +/-0.02.
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Contents Thread Turning Thread Milling

ISO Metric

MiniPro

External

1/4P  Internal
le—
60°

1/8P External

Defined by: R262 (DIN 13)
Tolerance class: 6g/6H

X~>
r
L

Standard

Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm mm RH LH h min X Y RH LH Toolholder
0.25 2ER0.25IS0... 2EL0.251S0... 0.14 04 0.2
0.3 2ER0.3ISO... 2EL0.3ISO... 0.19 0.7 0.3
0.35 2ER0.351S0... 2EL0.35IS0... 0.21 0.8 04
04 2ER04ISO... 2EL0AISO... 0.25 0.7 04
045 2ER0.451S0... 2EL0451SO... 0.28 0.7 04
0.5 2ER0.5ISO... 2EL0.5ISO... 0.31 0.6 04
4 " 0.6 2ER0.61S0... 2EL0.6ISO... 0.37 0.6 0.6 ] _ N2 (LH)
0.7 2ER0.71SO... 2EL0.7ISO... 043 0.6 0.6
0.75 2ER0.751S0... 2EL0.751S0... 0.46 0.6 0.6
0.8 2ER0.81SO... 2EL0.8ISO... 0.49 0.6 0.6
1.0 2ER1.01SO... 2EL1.01SO... 0.61 0.7 0.7
1.25 2ER1.251S0O... 2EL1.251S0... 0.77 0.8 0.9
1.5 2ER1.51S0O... 2EL1.51S0... 0.92 0.8 1.0
1.75 2ER1.751S0... 2EL1.751S0... 1.07 0.8 11
0.25 3ER0.25IS0... 3EL0.251S0... 0.14 04 0.2
0.3 3ER0.3ISO... 3ELO.3ISO... 0.17 0.73 0.29
0.35 3ER0.35IS0... 3EL0.35IS0... 0.21 0.8 04
04 3ER0.4ISO... 3EL0AISO... 0.25 0.7 04
0.45 3ER0.451S0... 3EL0A4S5ISO... 0.28 0.7 04
0.5 3ERO.5ISO... 3ELO.5ISO... 0.31 0.6 04
0.6 3ER0.61SO... 3EL0.6ISO... 0.37 0.6 0.6
0.7 3ER0.7ISO... 3ELO0.7ISO... 043 0.6 0.6
3/8" . 0.75 3ER0.751S0... 3ELO.751S0... 0.46 0.6 0.6 YE3 Vi3 AL3 (LH)
0.8 3ER0.8ISO... 3EL0.8ISO... 0.49 0.6 0.6
1.0 3ER1.01SO... 3EL1.0ISO... 0.61 0.7 0.7
1.25 3ER1.251S0... 3EL1.251S0... 0.77 0.8 0.9
1.5 3ER1.51S0... 3EL1.51SO... 0.92 0.8 1.0
1.75 3ER1.751S0... 3EL1.751S0... 1.07 09 1.2
2.0 3ER2.01SO... 3EL2.01SO... 1.23 1.0 13
2.5 3ER2.5ISO0... 3EL2.51SO0... 1.53 1.1 1.5
3.0 3ER3.01SO... 3EL3.0IS0... 1.84 1.2 1.6
35 3ER3.51S0... 3EL3.51S0... 215 1.6 19
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Contents

ISO Metric (con't)

Thread Turning Thread Milling

MiniPro

External

1/4P Internal
U
60°

il

IC
1/8P External
SCB .
Defined by: R262 (DIN 13) Sintered S Standard F-Line
Tolerance class: 6g/6H Chipbreaker
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm mm RH LH h min X Y RH LH Toolholder
0.5 3JER0.51SO... 0.31 12 0.5
0.75 3JER0.751SO... 0.46 12 0.5
0.8 3JER0.8ISO... 049 12 0.5
1.0 3JER1.0ISO... 0.61 0.7 0.8
1.25 3JER1.25IS0... 0.77 0.7 0.8
A 16 15 3JERLSISO.. 092 07 08 YE3 - AL.-3
1.75 3JER1.75ISO... 1.07 12 1.5
8 2.0 3JER2.0ISO... 1.23 12 1.5
2.5 3JER2.51SO... 1.53 12 1.5
3.0 3JER3.0ISO... 1.84 13 1.5
35 3JER3.5ISO... 215 12 1.5
0.5 3ER0.5ISO-6C... 0.31 2.2 1.8
0.75 3ER0Q.75ISO-6C... 046 2.0 1.8
0.8 3ER0.8ISO-6C... 049 2.0 19
3/8" 10 3ER1.0ISO-6C.. 061 19 20
V6 16 YE3-6C = AL.-3
B 1.25 3ER1.25ISO-6C... 0.77 1.8 2.1
b 3 15 3ERISISO-6C.. 092 19 24
1.75 3ER1.751SO-6C... 1.07 1.8 2.6
2.0 3ER2.01SO-6C... 1.23 1.9 2.8
35 4ER3.51S0... 4EL3.5150.. 215 1.6 23
4.0 4ER4.01S0... 4EL4.01S0... 245 1.6 2.3
4.5 4ER4.51S0... 4EL4.51S0... 2.76 1.7 24
1/2" 22 YE4 Yi4 AL.-4 (LH)
5.0 4ER5.01S0... 4EL5.01SO... 3.07 17 25
55 4ER5.51S0... 4EL5.51S0... 3.37 19 2.7
6.0 4ER6.01S0... 4EL6.01SO... 3.68 1.8 2.7
35 4FER3.51S0... 215 1.6 2.3
40 4FER4.01SO... 245 1.6 2.3
45 4FER4.51S0... 2.76 1.7 24
1/2"F 23 YE4F = AL..-4F
50 4FERS5.01SO... 3.07 1.7 2.5
55 4FER5.51S0... 337 19 27
FLINE 6.0 4FER6.01SO... 3.68 1.8 2.7
55 5ER5.51S0... 5EL5.51S0... 3.37 1.9 2.7
5/8" 27 YES Y15 AL.-5 (LH)
6.0 5ER6.0ISO... 5EL6.0ISO... 3.68 2.0 29
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Contents Thread Turning Thread Milling MiniPro

ISO Metric (con't)

o
=
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EC
'_

External

1/4P  Internal

1/8P External

Defined by: R262 (DIN 13) U Style V Style / Slim Throat
Tolerance class: 6g/6H

U Style
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm mm RH+LH h min X Y RH LH Toolholder
5.0 4UE5.01S0... 3.07 2.2 1.0
1/2"U 22 5.5 4UE5.51S0... 337 23 110  YE4U  YI4U AL.-4U (LH)
6.0 4UE6.0I1SO... 3.68 2.6 1.0
5/8"U 27 8.0 5UE8.01S0... 491 24 13.7  YESU  YI5U AL.-5U (LH)
Slim Throat
Insert Size Pitch Ordering Code Dimensions mm
IC L mm mm RH LH h min X Y T Toolholder
0.75 2VER0.75ISO... 2VELO.75ISO.. 046 0.7 2.6 3.2
1.0 2VER1.0ISO...  2VEL1.0ISO... 0.61 0.7 2.5 3.2
1/4"V " 1.5 2VER1.51SO...  2VEL1.5ISO... 0.92 0.7 2.2. 3.2 NL.-2V (LH)
1.75 2VER1.75ISO... 2VEL1.75ISO..  1.07 0.7 2.1 3.2
2.0 2VER2.0ISO...  2VEL2.0ISO... 1.23 0.7 19 3.2
035  3VER0.35ISO.. 3VEL0.35ISO.. 0.20 1.1 3.25 3.6
04 3VER0A4ISO...  3VEL0AISO... 0.25 1.1 3.20 3.6
0.5 3VERO.5ISO...  3VELO.5ISO... 0.31 1.1 30 3.6
0.75 3VERQ.751SO... 3VELO0.75ISO.. 046 1.1 30 36
0.8 3VERO.8ISO... 3VEL0.8ISO... 0.49 1.1 30 3.6
ey i@ 1.0 3VER1.0ISO...  3VEL1.0ISO... 0.61 1.1 29 36 NL.3V (LH)
125 3VER1.25SO.. 3VEL1.25ISO.. 0.77 11 2.7 3.6
1.5 3VER1.51SO...  3VEL1.5IS0... 0.92 1.1 26 36
1.75 3VER1.75ISO... 3VEL1.75ISO..  1.07 1.1 245 36
2.0 3VER2.0ISO...  3VEL2.01SO... 1.23 1.1 2.3 36
2.5 3VER2.51SO...  3VEL2.5ISO... 1.53 1.1 2.1 36
30 3VER3.0ISO...  3VEL3.01SO... 1.84 1.1 2.0 36
V Style
Insert Size Pitch Ordering Code Dimensions mm
IC L mm mm RH LH h min X Y T Toolholder
5.5 5VERS.51SO...  5VEL5.51SO... 337 1.0 33 6
) 60  SVERGOISO.. SVEL6OISO. 368 10 33 6 NESYEo ()
Y o 8.0 5VER8.0ISO...  5VEL8.0ISO... 491 1.0 4.3 8 NL.-5V-8 (LH)
10.0  5VER10.0ISO... 5VEL10.01SO.. 6.13 1.0 5.2 10 NL..-5V-10 (LH)
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Contents Thread Turning

ISO Metric (con't)

Thread Milling  MiniPro

External

1/4P  Internal

1/8P  External

Defined by: R262 (DIN 13)
Tolerance class: 6g/6H

RS/LS Varied range of threading standards for
machining between shoulders and close to spindle.

f Lref
¥ Iy @

h [W RS

VG-Cut
Pcs)iczléet Ordering Code Dimensions mm IL\la(jsng Helix ThreadMgi]émeter Toolholder
RH Wref Pitchmm hmin Y  Lref Deg Monoblock
VGD3.01S00.50RH-RS/LS... 0.50 031 053 5-7 M 3x0.5
VGD3.01S00.75RH-RS/LS... 0.75 046 0.64 5-8 M 5x0.75
VGD3.0ISO1.00RH-RS/LS... 1.00 061 074 5-9 M 6x1
3 VGD3.0ISO1.25RH-RS/LS... 3.00 1.25 077 085 219 6-10 25 M8x1.25 VGE.T12

VGD3.01SO1.50RH-RS/LS... 1.50 092 110 7-12 M10x1.5 Coarse
VGD3.01SO1.75RH-RS/LS... 1.75 1.07  1.20 8-14 M12x1.75 Coarse
VGD3.01S02.00RH-RS/LS... 2.00 123 130 9-14 M16x2.0 Coarse

LH Helix threads available upon request.
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ISO Metric (con) MEGALINE
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External

1/4P Internal
[~
60°

h
1/8P External

Defined by: R262 (DIN 13)

Tolerance class: 6g/6H Mega Line
External
Insert Size Pitch Ordering Code Dimensions mm Number of Passes
0.07/mm-Min.  0.15mm-Max.
IC L mm mm RH h min X Y Depth of Cut Depth of Cut
(On radius) (On radius)
12.0 S5MGER12.01SO... 7.36 4.08 105 49
16.0 SMGER16.01SO0... 9.82 4.66 140 66
5/8" MG 27 18.0 5MGER18.0I1SO... 11.04 495 1.3 158 74
20.0 5MGER20.01SO... 12.27 5.24 175 82
25.0 S5MGER25.01SO... 15.34 4.46 219 102

I Recommended thread infeed method for Mega Line: Flank or Modified Flank 1°.
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External Toolholders for ISO Metric MEGZ/LINE
i ?
H1 H
; j
L2
L1

External Spare Parts
Insert Ordering Code Dimensions mm Thread Di(arinne')ter Range /
RH H=B=H1 F L1 L2 Insert Screw Torx Key

NL25-5MG12ISO 25 16.5 155

5MGER12.010... NL32-5MG12ISO 32 23.5 175 22 M43x12
NL40-5MG12ISO 40 315 205
NL25-5MG16ISO 25 16.5 155

5MGER16.01S0... NL32-5MG16ISO 32 235 175 22 M57x16
NL40-5MG16ISO 40 315 205
NL25-5MG18ISO 25 16.5 155

5MGER18.01S0... NL32-5MG18ISO 32 235 175 22 M65x18 S5MG KeT
NL40-5MG18ISO 40 315 205
NL25-5MG20ISO 25 16.5 155

5MGER20.01S0... NL32-5MG20ISO 32 235 175 22 M72x20
NL40-5MG20ISO 40 315 205
NL25-5MG25ISO 25 16.5 155

5MGER25.01S0... NL32-5MG25I1SO 32 235 175 22 M90x25
NL40-5MG25ISO 40 315 205

I Recommended thread infeed method for Mega Line: Flank or Modified Flank 1°.
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Contents

Thread Milling  MiniPro

ISO Metric (con't)

Thread Turning

External

ENIRVP S Y e
| %
X ]
1/4P " Internal ¥ hdds f7s
\Or O
I IC
1/8P  External
Defined by: R262 (DIN 13) M+ Style F-Line M+ T+ Style
Tolerance class: 6g/6H
M+ Style Multigs
Insert Size Pitch Teeth Ordering Code Dimensions mm Anvil
IC L mm mm RH h min X Y RH Toolholder
1.0 3 3ER1.0ISO3M+.. 0.61 1.8 2.6
3/8" 16 1.5 2 3ER1.5ISO2M+.. 092 1.6 24 YE3M AL.-3
20 2 3ER2.0ISO2M+-.. 1.23 21 31
1.5 3 4ER1.5I1SO3M+-.. 092 2.5 3.8
20 2 4ER2.0ISO2M+-.. 1.23 2.1 31
172" 22 YE4AM AL.-4
20 3 4ER2.0ISO3M+-.. 1.23 3.2 5.1
2.5 2 4ER2.5I1SO2M+-... 1.53 2.5 39
2.0 2 4FER2.0ISO2M+-... 1.23 2.1 31 YE4M2F
1/2'F 23 AL..-4MF
20 3 4FER2.0ISO3M+-.. 1.23 32 5.1 YE4M3F
5/8" 27 30 2 S5ER3.0ISO2M+.. 1.84 30 4.7 YESM AL.-5M
FLINE
T+ Style M“"'ﬂﬁ
Insert Size Pitch Teeth Ordering Code Dimensions mm Anvil
IC L mm mm RH h min X Y RH Toolholder
1.5 8 4ER1.51SO8T+.. 092 0.2 124
1/2'T 22 YAT AL.-4T
2.0 8 4ER2.01SO8T+.. 1.23 0.2 17.5
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ISO Metric (con't)
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Internal

1/4P Internal

o

1/8P External

Defined by: R262 (DIN 13) Standard Si:t(v:e?ed
Tolerance class: 6g/6H Chipbreaker
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm mm RH LH h min X Y RH LH Toolholder
0.35 2IR0.35IS0... 21L0.351S0... 0.20 0.8 0.3
04 2IR04ISO... 2I1L0.4ISO... 0.23 0.8 04
0.45 2IR0.451S0... 21L0.451S0... 0.26 0.8 04
0.5 2IR0.51S0... 2IL0.51SO... 0.29 0.6 04
0.6 2IR0.61S0... 21L0.61SO... 0.35 0.6 0.6
0.7 2IR0.7ISO... 21L0.71S0... 0.40 0.6 0.6
4 - 0.75 2IR0.75IS0... 21L0.751S0... 043 0.6 0.6 ] ) VA2 (LH)
0.8 2IR0.8ISO... 2I1L0.8ISO... 0.46 0.6 0.6
1.0 2IR1.01S0... 2IL1.01S0... 0.58 0.6 0.7
1.25 2IR1.25IS0... 2IL1.251S0... 0.72 0.8 09
1.5 2IR1.51S0... 2IL1.51S0... 0.87 0.8 1.0
1.75 2IR1.75IS0... 2IL1.751S0... 1.01 09 1.1
20 2IR2.01S0... 21L2.01S0... 1.15 09 1.1
2.5 2IR2.51S0... 2IL2.51S0... 144 0.8 1.1
0.5 2JIR0.5ISO... 0.29 1.2 0.5
0.75 2JIR0.751S0... 043 1.2 0.5
1/4" 0.8 2JIR0.8ISO... 046 1.2 0.5
SC8 ! 10 2JRIO0KO.. 058 07 08 ' NVR-2
SCB 1.25 2JIR1.251S0... 0.72 0.7 0.8
1.5 2JIR1.51SO... 0.87 0.7 0.8
0.35 3IR0.35ISO... 3/L0.35ISO... 0.20 0.8 0.3
04 3IR0.41SO0... 3IL04ISO... 0.23 0.8 04
0.45 3IR0.45IS0... 3/L0.451S0... 0.26 0.8 04
0.5 3IR0.51SO0... 3IL0.51SO... 0.29 0.6 04
0.6 3IR0.61S0... 31L0.61SO... 0.35 0.6 0.6
0.7 3IR0.7ISO... 3/L0.7I1SO... 040 0.6 0.6
0.75 3IR0.75IS0... 3]L0.751SO... 043 0.6 0.6
3/8" 1 0.8 3IR0.8ISO... 3/L0.8ISO... 0.46 0.6 0.6 Y3 YE3 AVRL3 (LH)
1.0 3IR1.01S0... 3IL1.01S0... 0.58 0.6 0.7
1.25 3IR1.251S0... 3IL1.251S0... 0.72 0.8 09
1.5 3IR1.51S0... 3IL1.51S0... 0.87 0.8 1.0
1.75 3IR1.751S0... 3IL1.751S0... 1.01 09 1.2
20 3IR2.01S0... 3IL2.01S0... 1.15 1.0 1.3
2.5 3IR2.51S0... 3IL2.51S0... 144 1.1 1.5
3.0 3IR3.01S0... 3IL3.0IS0... 1.73 11 1.5
35 3IR3.51S0... 3IL3.51S0... 2.02 1.2 1.5
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Contents Thread Turning Thread Milling MiniPro

ISO Metric (con't)

Internal

1/4P  Internal
<
60°

T

IC
1/8P External
Defined by: R262 (DIN 13) Sinst(é?ed V6 Standard F-Line
Tolerance class: 6g/6H Chipbreaker
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil

IC L mm mm RH LH h min X Y RH LH Toolholder
1.0 3JIR1.01SO... 0.58 0.7 0.8
1.25 3JIR1.251SO... 0.72 0.7 0.8
1.5 3JIR1.51SO... 0.87 0.7 0.8

3/8" 1.75 3JIR1.751S0... 1.01 1.1 1.5

SCB 16 20 3JR20IS0.. s o s o MRS

SCB 25 3JIR25IS0.. 144 1 15

3.0 3JIR3.01S0... 1.73 1.1 1.5
3.5 3JIR3.51S0... 2.02 1.2 1.5
0.5 3IR0.51SO-6C... 0.29 21 1.7
0.75 3IR0.751S0-6C... 043 20 1.8
0.8 3IR0.81SO-6C... 0.46 19 1.8

e 10 3IR10ISO-6C.. 058 20 20 ... ARS3

Ve 125 3IR1.25I50-6C.. 072 18 22 NVRC..-3 206/

:EEE$ 1.5 3IR1.51SO-6C... 0.87 1.6 2.3

1.75 3IR1.75ISO-6C... 1.01 1.6 24
2.0 3IR2.01SO-6C... 115 1.7 2.6
35 4IR3.51S0... 41L3.51S0... 2.02 1.6 2.3
4.0 4IR4.01SO... 41L4.01S0... 2.31 1.6 23

oy 2 4.5 41R4.51S0... 41L4.5150... 2.60 1.6 24 via VE4 AVR4 (LH)
50 4IR5.01S0... 41L5.01S0... 2.89 1.6 2.3
5.5 4IR5.51S0... 41L5.51S0... 3.17 1.6 2.3
6.0 4IR6.01SO... 41L6.01SO... 346 1.8 2.5
35 4FIR3.51S0... 2.02 1.6 2.3
4 4FIR4.01SO... 2.31 1.6 2.3

1/2'F 25 e 20 16 2 AVRC..-4F
5 4FIR5.01S0... 2.89 1.6 23
55 4FIR5.51S0... 318 1.6 2.3
6 4FIR6.01SO0... 346 1.8 2.5
4.5 5IR4.51S0... 51L4.51S0... 2.60 1.6 24

ES INE o BB 50 5IR5.0ISO.. 51L5.0150... 289 16 23 o e

55 5IR5.51S0... 5IL5.51S0... 317 1.6 2.3
6.0 5IR6.01S0... 5IL6.01SO... 346 1.8 2.5
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Contents Thread Turning MiniPro

Thread Turning

ISO Metric (con't)

Internal

1/4P

Internal

T

60° L
IC
1/8P External
Defined by: R262 (DIN 13) U Style V Style M+ Style F-Line M+ T+ Style
Tolerance class: 6g/6H
U Style
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm mm RH+LH h min X Y RH LH Toolholder
55 4UI15.51S0... 3.17 24 11.0
1/2"U 22 Yl4U  YE4U AVR.-4U (LH)
6.0 4U16.01S0... 346 2.1 1.0
5/8"U 27 8.0 5U18.01SO... 4.62 24 13.7 YIsU  YE5U AVR.-5U (LH)
V Style
Insert Size Pitch Ordering Code Dimensions mm
IC L mm mm RH LH h min X Y T Toolholder
6.0 5VIR6.0ISO...  5VIL6.0ISO... 346 1.0 33 6
5/8"V 27 8.0 S5VIR8.0ISO... 5VIL8.0ISO... 4.62 1.0 4.3 8 NVR.-5V (LH)
10.0 5VIR10.01SO... 5VIL10.01SO...  5.77 1.0 5.2 10
M+ Style Multils
Insert Size Pitch  Teeth Ordering Code Dimensions mm Anvil
IC Lmm  mm RH h min X Y RH Toolholder
1.0 3 3IR1.0ISO3M+... 0.58 1.7 2.6
3/8" 16 1.5 2 3IR1.51SO2M+-.. 0.87 1.6 24 YI3M AVR.-3
2.0 2 3IR2.0ISO2M+.. 1.15 2.0 31
1.5 3 4IR1.5ISO3M+-.. 0.87 2.5 3.8
172" 22 2.0 2 4IR2.0ISO2M+.. 1.15 2.0 31 YI4M AVR.-4
2.0 3 4IR2.0ISO3M+.. 1.15 3.2 51
1/2"F 23 2.0 2 4FIR2.0ISO2M+... 1.15 2 31 YIAM2F  AVRC..-4MF
5/8" 27 3.0 2 5IR3.01SO2M+-.. 1.73 3.0 4.7 YI5M AVR.-5M
FLINE
T+ Style Multids
Insert Size Pitch  Teeth Ordering Code Dimensions mm Anvil
IC Lmm  mm RH h min X Y RH Toolholder
1.5 8 4IR1.51SO8T+-.. 0.87 0.2 124
1/2" 22 YAT AVR.-4T
2.0 8 4IR2.01SO8T+-.. 1.15 0.2 17.5
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Contents Thread Turning

ISO Metric (con't)

Thread Milling  MiniPro

MEGALINE

Internal

1/4P " Internal
e
60°

M/_\
1/8P_ External

Defined by: R262 (DIN 13)
Tolerance class: 6g/6H

Mega Line

I Recommended thread infeed method for Mega Line: Flank or Modified Flank 1°.

Internal

Insert Size Pitch Ordering Code Dimensions mm Number of Passes

0.07/mm-Min.  0.15mm-Max.

IC L mm mm RH h min X Y Depth of Cut Depth of Cut

(On radius) (On radius)

12.0 SMGIR12.01SO... 6.94 2.65 99 46
16.0 5MGIR16.01SO... 9.32 3.01 132 62
5/8" MG 27 18.0 5MGIR18.0ISO... 10.49 3.15 104 149 69
20.0 5MGIR20.0ISO... 11.63 3.29 165 77
250 5MGIR25.01SO... 14.57 3.65 206 96
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L o
= A
F
L1 (max)
< L
Internal Spare Parts
Insert Ordering Code Dimensions mm Bor;/g%ia. Thread(l\liiig'r:n’\ﬁ;%Range }
L1 Short Long Insert
RH A L (max) D D1 F mm Chip Material ~ Chip Material Screw Torx Key
SMGIRT201S0 NVRC40-5MG12ISO 36 2325 100 40 397 415 60.0 M73-90)x12 M85-90)x12
777 NVRC50-5MGI2ISO 46 2575 125 50 497 465 700 M83-90)x12 M83-90)x12
NVRC40-5MG16ISO 36 2325 100 40 397 415 59.7 M77-190)x16 M89-190)x16

5MGIR16.01SO... - NVRC50-5MG16ISO 46 257.5 125 50 497 465 697 M87-190)x16 M101-190)x16
NVRC60-5MG16ISO 57 2825 150 60 597 515 79.7 M97-190)x16 M113-190)x16
NVRC40-5MGI8ISO 36 2325 100 40 397 415 65.5 M85-230)x18 M91-230)x18

5MGIR18.0I1SO...  NVRC50-5MG18ISO 46 257.5 125 50 497 465 695 M89-230)x18 M103-230)x18 SEMC KeT
NVRC60-5MGI18ISO 57 2825 150 60 597 515 79.5 M99-230)x18 M115-230)x18
NVRC40-5MG20ISO 36 2325 100 40 397 415 704 M92-290)x20 M93-290)x20

5MGIR20.01S0... ' NVRC50-5MG20ISO 46  257.5 125 50 497 465 704 M92-290)x20 M105-290)x20

NVRC60-5MG20ISO 57 2825 150 60 597 515 794
NVRC40-5MG25ISO 36 2325 100 40 397 415 82.0
5MGIR25.01S0... NVRC50-5MG25ISO 46  257.5 125 50 497 465 820
NVRC60-5MG25ISO 57 2825 150 60 597 515 82.0

M101-290)x20
M109-405)x25
M109-405)x25
M109-405)x25

M117-290)x20
M109-405)x25
M110-405)x25
M122-405)x25

(
(
(
(
(
(
(
(
(
(
(
(
(
(

I Recommended thread infeed method for Mega Line: Flank or Modified Flank 1°.
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Contents Thread Turning

Thread Milling  MiniPro

ISO Metric (con't)

Internal

1/4P  Internal
60°

1/8P External

Defined by: R262 (DIN 13)

Helix

Toolholder face

Tolerance class: 6g/6H ‘ﬁ
Mini-V
Min. Thread 'Qtsﬁret Pitch Ordering Code Dimensions mm Helix  Toolholder
mm RH d T F Y hmin Deg.
M8x0.5 0.5 VO8THO.50I1SOR... 3.86 0.35 0.29 1
M8.5x0.75 0.75 VO8THO0.75ISOR.. 4.19 0.5 043 1.5
M9x1.0 1.0 VO8TH1.0ISOR... 4.29 0.5 0.58 2
Vo8 6 3.8 VO08-...
M10x1.25 1.25 VO8TH1.25ISOR... 444 0.8 0.72 2.5
M10x1.5 1.5 VO8TH1.5ISOR... 4.58 09 0.87 3
M12x1.75 1.75 VO8TH1.75ISOR... 4.80 09 1.01 3
M14x2.0 V11 2.0 V11TH2.0ISOR... 8 4.2 6.47 1.1 1.15 2.5 V-
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ISO Metric (con't)

Thread Turning Thread Milling MiniPro

MINIPRO

o
=
c
S
'—
o
©
153
g
4=
'_

Internal

1/4P

Internal

1/8P External

Defined by: R262 (DIN 13)
Tolerance class: 6g/6H

Mini-3 Standard

Insert Size Pitch Ordering Code Dimensions mm Min. Bore Dia.
ICmm Lmm mm RH LH h min Y F mm Toolholder
0.25  4.0KIR0.25IS0...  4.0KILO0.25ISO... 0.15 0.25 33 595
0.5 4.0KIR0.5ISO...  4.0KILO.5ISO... 0.29 0.5 34 6.05
4.0 6 0.75  4.0KIR0.75ISO...  4.0KILO.75ISO... 043 0.5 35 6.15 NVR.5-4.0K (LH)
1.0 4.0KIR1.01SO...  4.0KIL1.0ISO... 0.58 0.7 36 6.25
125  4.0KIR1.25ISO...  4.0KIL1.25ISO... 0.72 0.6 37 6.35
0.5 5.0KIR0.5ISO... ~ 5.0KILO.5ISO... 0.29 0.5
0.75  5.0KIR0.75ISO... = 5.0KILO.75ISO... 043 0.5
50 5 1.0 5.0KIR1.01SO...  5.0KIL1.0ISO... 0.58 0.6 47 78 NVRC 750K (LH)
125 5.0KIR1.25ISO...  5.0KIL1.25ISO... 0.72 0.7
1.5 5.0KIR1.5ISO... ~ 5.0KIL1.5ISO... 0.87 0.7
175 5.0KIR1.751SO...  5.0KIL1.75ISO... 1.01 0.8
0.5 6.0IR0.51S0... 0.29 0.6 44 9.3
0.75  6.0IR0.75ISO... 043 0.6 4.6 9.5
1.0 6.0R1.0SO... 0.58 0.7 47 9.6
6.0 10 1.25  6.0IR1.25ISO... 0.72 09 49 9.8 NVR1.-6.0
1.5 6.0IR1.51SO... 0.87 1.0 50 99
1.75  6.0IR1.75ISO... 1.01 1.05 5.2 10.0
20 6.0IR2.01S0... 1.15 1.05 53 10.0
Left handed tool supplied by request (Example: 6.0IL0.5ISO...).
Mini-3 U Style
Insert Size Pitch Ordering Code Dimensions mm Min. Bore Dia.
ICmm Lmm  mm RH+LH h min Y F mm Toolholder
5.0U 8 2 5.0KUI2.01SO... 1.23 4.0 5.7 9.0 NVRC8-5.0KU (LH)
Mini-L
Insert Size Pitch Ordering Code Dimensions mm Min. Bore Dia.
ICmm mm RH LH h min Y F mm Toolholder
0.35 5LIR0.35ISO... 0.20 0.3 3.75 73
0.5 5LIR0.5ISO... 0.29 04 3.75 73
0.75 5LIR0.751S0... 043 0.6 391 75
soL 1.0 SLIR1.0ISO... 0.58 0.7 4.06 77 NVRIO.5L
1.25 5LIR1.25ISO... 0.72 09 4.21 78
1.5 5LIR1.51SO... 0.87 1.0 4.35 79
1.75 5LIR1.75ISO... 1.01 1.05 4.51 8.0
2.0 5LIR2.0ISO... 1.15 1.05 4.65 8.0

Left handed tool supplied by request (Example: 5LIL0.35ISO...).
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— L2 ref
1/8P  External
Defined by: R262 (DIN 13)
Tolerance class: 6/6H RH-Single Ended RH-Double Ended
Micro - Double Ended
Insert Dia. Pitch Ordering Code Dimensions mm Min. Bore Dia.
Thread dmm mm RH L1 L F Y h min mm Toolholder
M4 x 0.3 0.3 3.0SIR0.3ISO... 16 50 1.31 0.20 0.17 3.2
M4 x 0.4 04 3.0SIR04ISO... 16 50 1.31 0.35 0.22 3.2
M4 x 0.5 0.5 3.0SIR0.51SO... 16 50 1.31 040 0.29 3.2
M4 x 0.6 30 0.6 3.0SIR0.61SO... 16 50 1.34 0.60 0.35 3.2 SMC.-3.0
M4.5 x 0.7 0.7 3.0SIR0.7ISO... 16 50 143 0.60 0.40 33
M4.5 x 0.75 0.75 3.0SIR0.751S0... 16 50 1.45 0.60 043 33
M5 x 0.8 0.8 3.0SIR0.8ISO... 16 50 146 0.60 0.46 33
M5 x 0.4 04 4.0SIR041SO... 16 50 1.65 0.35 0.22 4.0
M5 x 0.5 0.5 4.0SIR0.51S0... 16 50 1.65 040 0.29 4.0
M5 x 0.6 0.6 4.0SIR0.61S0... 16 50 1.68 0.60 0.35 4.0
M5 x 0.7 4.0 0.7 4.0SIR0.71SO... 16 50 1.77 0.60 0.40 4.1 SMC..-4.0
M5.5x 0.75 0.75 4.0SIR0.75IS0... 16 50 1.81 0.60 043 4.2
M5.5x0.8 0.8 4.0SIR0.8ISO... 16 50 1.80 0.60 0.46 4.2
M6 x 1 1.0 4.0SIR1.01SO... 16 50 1.96 0.90 0.58 4.3
M6 x 0.5 0.5 6.0SIR0.51SO... 16 50 1.90 0.60 0.29 54
M6.5 x 0.75 0.75 6.0SIR0.751S0... 16 50 2.06 0.60 043 56
M7 x 1 6.0 1.0 6.0SIR1.01SO... 16 50 2.21 0.70 0.58 5.7 SMC..-6.0
M8 x 1.25 1.25 6.0SIR1.251S0... 16 50 2.36 0.90 0.72 59
M10.5x 1.5 1.5 6.0SIR1.51S0... 16 50 2.50 1.00 0.87 6.0
Left handed tool supplied by request (Example: 3.0SIL0.3ISO...).
Micro - Single Ended mlCl’OSCOPe
Insert Dia.. Pitch Ordering Code Dimensions mm Min. Bore Dia.
Thread dmm  mm RH/LH Helix® L1 E Y  hmin L2ref* Lref D mm Toolholder
M4x0.5 0.5 MS429THO.50ISOL16R/L... 09 04 029 34
M5x0.5 0.5 MS439THO.50ISOL16R/L... 19 04 029 44
M4x0.7 4.0 0.7 MS429THO.70ISOL16R/L... 09 0.6 041 184 354 32 MH..-4.0
M5x0.8 0.8 MS429TH0.80ISOLT6R/L... 09 06 046 4.0
Méx1.0 1.0 MS439TH1.00ISOLT6R/L... 19 0.7 0.58 4.8
M5.5x0.5 0.5 M542THO.50ISOL16R/L... - 1.7 04 029 49
M5.5x0.75 5.0 0.75 M542THO.75ISOL16R/L... 16 1.7 0.6 043 1835 412 4.6 MH..-5.0
M7x1.0 1.0 M549TH1.00ISOL16R/L... 24 0.7 0.58 5.8
M6x0.5 0.5 M649THO.50ISOL16R/L... 19 04 029 54
M6.5x0.75 0.75 M649THO.75ISOL16R/L... 19 0.6 043 5.6
M7.5x1.0 6.0 1.0 M659THT.00ISOL16R/L... 29 0.7 058 185 422 6.3 MH..-6.0
M8x1.25 1.25 M659TH1.25ISOL16R/L... 29 0.9 0.72 6.3
M10x1.5 1.5 M659TH1.501SOLT6R/L... 3 29 1.0 0.87 6.3

* L2 Ref: Repeatability within +/-0.02.
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1/8P External

Defined by: ANSI B1.1:74 Standard
Tolerance class: 2A/2B

Standard
Insert Size Pitch  Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
72 2ER72UN... 2EL72UN... 0.22 0.8 04
64 2ER64UN... 2EL64UN... 0.24 0.8 04
56 2ER56UN... 2EL56UN... 0.28 0.7 04
48 2ER48UN... 2EL48UN... 0.32 0.6 0.6
44 2ER44UN... 2EL44UN... 0.35 0.6 0.6
40 2ER40UN... 2EL40UN... 0.39 0.6 0.6
36 2ER36UN... 2EL36UN... 043 0.6 0.6
1/4" il 32 2ER32UN... 2EL32UN... 0.49 0.6 0.6 - = NL.-2 (LH)
28 2ER28UN... 2EL28UN... 0.56 0.6 0.7
27 2ER27UN... 2EL27UN... 0.58 0.7 0.8
24 2ER24UN... 2EL24UN... 0.65 0.7 0.8
20 2ER20UN... 2EL20UN... 0.78 0.8 09
18 2ER18UN... 2ELT18UN... 0.87 0.8 1.0
16 2ER16UN... 2EL16UN... 097 09 1.1
14 2ERT4UN... 2EL14UN... m 09 11
80 3ERBOUN... 3EL8OUN... 0.18 0.8 0.3
72 3ER72UN... 3EL72UN... 0.22 0.8 04
64 3ER64UN... 3EL64UN... 0.24 0.8 04
56 3ER56UN... 3EL56UN... 0.28 0.7 04
48 3ER48UN... 3EL48UN... 0.32 0.6 0.6
44 3ER44UN... 3EL44UN... 0.35 0.6 0.6
40 3ER40UN... 3EL40UN... 0.39 0.6 0.6
36 3ER36UN... 3EL36UN... 043 0.6 0.6
32 3ER32UN... 3EL32UN... 049 0.6 0.6
28 3ER28UN... 3EL28UN... 0.56 0.6 0.7
27 3ER27UN... 3EL27UN... 0.58 0.7 0.8
3/8" i@ 26 3ER26UN... 3EL26UN... 0.59 0.7 0.8 vE3 Vi3 AL3(LH)
24 3ER24UN... 3EL24UN... 0.65 0.7 0.8
20 3ER20UN... 3EL20UN... 0.78 0.8 09
18 3ER18UN... 3EL18UN... 0.87 0.8 1.0
16 3ERT6UN... 3ELT6UN... 097 09 1.1
14 3ERT4UN... 3EL14UN... 1 1.0 1.2
13 3ERT3UN... 3EL13UN... 1.20 1.0 1.3
12 3ER12UN... 3EL12UN... 1.30 1.1 14
1.5 3ERT1.5UN... 3ELT1.5UN... 1.35 11 1.5
" 3ERTTUN... 3ELTTUN... 142 1.1 1.5
10 3ERTOUN... 3ELTOUN... 1.56 1.1 1.5
3ER9UN... 3ELOUN... 173 12 1.7
3ER8UN... 3EL8UN... 1.95 1.2 1.6
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American UN - uNC, UNF, UNEF, UNS (con't)

Contents Thread Turning Thread Milling

MiniPro

External

SN
|
1/4P Internal il n
o)
1/8P External Ic
SCB
Defined by: ANSI B1.1:74 Sintered V6 Standard F-Line
Tolerance class: 2A/2B Chipbreaker
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
36 3JER36UN... 043 1.2 0.5
32 3JER32UN... 0.49 1.2 0.5
28 3JER28UN... 0.56 0.7 0.8
24 3JER24UN... 0.65 0.7 0.8
20 3JER20UN... 0.78 0.7 0.8
18 3JER18UN... 0.87 0.7 0.8
¥ 16 3JERIGUN.. 097 08 08 YE3 - AL.-3
14 3JER14UN... 11 12 1.5
13 3JER13UN... 1.20 12 1.5
o8 12 3JER12UN... 1.30 13 1.5
10 3JERTOUN... 1.56 1.2 1.5
9 3JERQUN... 1.73 1.2 1.5
8 3JER8UN... 1.95 13 1.5
32 3ER32UN-6C... 0.49 2.0 19
28 3ER28UN-6C... 0.56 2.0 2.0
24 3ER24UN-6C... 0.65 19 2.0
20 3ER20UN-6C... 0.78 1.8 2.1
YA AR 18 3ERIBUN-6C.. 087 19 23 YE3}6C - AL-3
16 3ER16UN-6C... 0.97 1.8 24
14 3ER14UN-6C... 1.1 1.8 2.7
13 3ER13UN-6C... 1.20 19 29
12 3ER12UN-6C... 1.30 19 2.3
7 4ER7UN... 4EL7UN... 2.22 1.6 23
172" 22 6 4ER6UN... 4EL6UN... 2.60 1.6 2.3 YE4 Y4 AL.-4 (LH)
5 4ER5UN... 4EL5UN... 312 1.7 25
7 4FER7UN... 2.22 1.6 2.3
1/2"F 23 6 4FER6UN... 2.60 1.6 2.3 YE4F AL..-4F
5 4FER5UN... 312 1.7 2.5
4.5 5ER4.5UN... S5EL4.5UN... 346 19 2.7
FLINE S 4 5ERAUN.. SEL4UN.. 39 21 30 00 AL
U Style
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH+LH h min X Y RH LH Toolholder
2’0 22 A0 AUESUR. 40 29 9 ey wvau AL-av (LH)
4 4UE4UN... 3.89 2.0 11.0
5/8"U 27 3 SUE3UN... 5.19 2.5 13.7 YESU  YISU AL.-5U (LH)
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1/4P  Internal

1/8P External N 4#—) 1
Defined by: ANSI B1.1:74 V Style / Slim Throat
Tolerance class: 2A/2B
Slim Throat
Insert Size Pitch Ordering Code Dimensions mm
IC L mm tpi RH LH h min X Y T Toolholder
20 2VER20UN... 2VEL20UN... 0.78 0.69 23 32
18 2VER18UN... 2VEL18UN... 0.87 0.69 2.2 3.2
174"V 11 16 2VER16UN... 2VEL16UN... 097 0.69 2.2 32 NL.-2V (LH)
14 2VER14UN... 2VEL14UN... 1.1 0.69 20 3.2
12 2VER12UN... 2VEL12UN... 1.30 0.69 1.8 3.2
32 3VER32UN... 3VEL32UN... 048 11 30 3.6
28 3VER28UN... 3VEL28UN... 0.56 1.1 30 36
24 3VER24UN... 3VEL24UN... 0.65 1.1 29 3.6
20 3VER20UN... 3VEL20UN... 0.78 11 2.7 3.6
38" 1 18 3VER18UN... 3VEL18UN... 0.87 1.1 2.6 3.6 NL.3V (LH)
16 3VER16UN... 3VEL16UN... 097 1.1 2.55 3.6
14 3VERT4UN... 3VEL14UN... 1.1 11 24 3.6
12 3VERT2UN... 3VEL12UN... 1.30 1.1 2.2 3.6
10 3VERTO0UN... 3VELTOUN... 1.56 1.1 2.1 3.6
8 3VERSUN... 3VEL8UN... 1.95 1.1 2.0 3.6
172"V 22 7 4VER7UN... 4VEL7UN... 2.22 11 2.5 4.8 NL.-4V (LH)
V Style
Insert Size Pitch Ordering Code Dimensions mm
IC L mm tpi RH LH h min X Y T Toolholder
., 4 S5VER4UN... S5VEL4UN... 3.89 1.0 33 6 NL.-5V-6 (LH)
Y o 3 5VER3UN... S5VEL3UN... 5.19 1.0 43 8 NL.-5V-8 (LH)
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Contents Thread Turning

American UN - uNG, UNF, UNEF, UNS (con't)

Thread Milling  MiniPro

External

?

1/4P Internal

k L ref

Uy

R

RS/LS varied range of threading standards for
machining between shoulders and close to spindle.

0

1/8P External Y
Defined by: ANSI B1.1:74 Y|
Tolerance class: 2A/2B ﬁ%%zw LS
VG-Cut
P(;iczkeet Ordering Code Dimensions mm I’,\‘a(;g]; Helix Mé?é;hergird Toolholder
RH Wref Pitchtpi hmin Y  Lref Deg Monoblock
VGD3.0UN32RH-RS/LS... 32 049 0.66 5-8 5/32"-32 UNC
VGD3.0UN28RH-RS/LS... 28 0.56 0.71 5-9 3/16"-28 UNC
VGD3.0UN24RH-RS/LS.. 24 065 077 5-9 7/32"-24 UNC
; VGD3.0UN20RH-RS/LS... 2,00 20 078 0.86 519 6-10 - 1/4"-20 UNC VGETI
VGD3.0UN18RH-RS/LS... 18 0.87 093 7-12 5/16"-18 UNC
VGD3.0UN16RH-RS/LS... 16 097 110 7-12 3/8"-16 UNC
VGD3.0UN14RH-RS/LS... 14 111 1.09 8-14 7/16"-14 UNC
VGD3.0UN12RH-RS/LS... 12 130 130 8-14 9/16"14 UNC

LH Helix threads available upon request.
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1/4P  Internal
—>
60°

Ic e
1/8P_External
Defined by: ANSI B1.1:74 M+ Style F-Line M+
Tolerance class: 2A/2B
M+ Style Multils
Insert Size Pitch  Teeth Ordering Code Dimensions mm Anvil
IC L mm tpi RH h min X Y RH Toolholder

20 3 3ER20UN3M+-. 0.78 2.2 33
18 2 3ER18UN2M+-.. 0.87 1.5 2.2
18 3 3ER18UN3M+-.. 0.87 2.3 36

3/8" 16 YE3M AL.-3
16 2 3ER16UN2M+.. 0.97 1.7 2.5
14 2 3ER14UN2M+-.. 1.1 19 2.8
12 2 3ER12UN2M+... 13 2.2 33
16 3 4ERT6UN3M+.. 0.97 2.6 4.1
14 2 4ER14UN2M+... 1 19 2.8
12 2 4ER12UN2M+... 13 2.2 33

172" 22 YE4M AL.-4
12 3 4ER12UN3M+-.. 1.3 34 54
" 2 4ERTTUN2M+.. 142 2.3 3.6
10 2 4ERTOUN2M+.. 1.56 2.5 39
16 3 4FER16UN3M+-.. 0.97 2.6 4.

YE4M3F

12 3 4FER12UN3M+.. 1.3 34 54

1/2"F 23 AL..-4MF
12 2 4FER12UN2M+-.. 1.3 2.2 33

YE4AM2F
10 2 4FERTOUN2M+-.. 1.56 2.5 39
FLINE 58" 27 8 2 SERSUN2M+-.. 195 31 49 YESM AL.-5M
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Internal

1/4P  Internal
60

1/8P External

Defined by: ANSI B1.1:74 Standard Si:ti?ed
Tolerance class: 2A/2B Chipbreaker
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
72 2IR72UN... 2IL72UN.. 020 08 03
64 2IR64UN.. 2IL64UN... 023 08 04
56 2IRS6UN... 2IL56UN... 026 07 04
48 2IR48UN... 2IL48UN... 031 06 06
44 2IR44UN... 2IL44UN... 033 06 06
40 2IR40UN... 2IL40UN.. 037 06 06
36 2IR36UN... 2IL36UN... 041 06 06
32 2IR32UN... 2IL32UN... 046 06 06
1/4" 1 28 2IR28UN... 2IL28UN.. 052 06 07 - - NVR.-2 (LH)
27 2IR27UN.. 2IL27UN... 054 07 0.8
24 2IR24UN.. 2IL24UN.. 061 07 0.8
20 2IR20UN... 2IL20UN... 073 08 09
18 2IR18UN... 2IL18UN... 081 08 10
16 2IR16UN... 2IL16UN... 092 09 11
14 2IR14UN... 2IL14UN... 105 09 11
12 2IR12UN... 2IL12UN... 122 08 11
1 2IR11UN.. 2IL1TUN... 133 08 11
36 2JIR36UN... 041 1 05
32 2JIR32UN... 046 1.2 05
28 2JIR28UN... 052 06 08
wooo 24 2JIR24UN... 061 07 08 - - NVR.-2
20 2JIR20UN... 073 06 08
5CB 18 2JIR18UN... 081 06 08
16 2JIR16UN... 097 07 0.8
72 3IR72UN... 3IL72UN.. 020 08 03
64 3IR64UN... 3IL64UN.. 023 08 04
56 3IRS6UN... 3IL56UN... 026 07 04
48 3IR48UN.. 3IL48UN... 031 06 06
44 3IR44UN... 3IL44UN... 033 06 06
3/8" 16 40 3IR40UN... 3IL40UN... 037 06 06 Y3 YE3  AVR.-3(LH)
36 3IR36UN... 3IL36UN... 041 06 06
32 3IR32UN... 3IL32UN.. 051 06 06
28 3IR28UN... 3IL28UN... 052 06 0.7
27 3IR27UN.. 3IL27UN... 054 07 08
26 3IR26UN.. 3IL26UN... 056 07 075
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American UN - uNGC, UNF, UNEF, UNS (con't)

Thread Turning

Internal

1/4P " Internal
il

1/8P External

SCB
Defined by: ANSI B1.1:74 Standard Sintered
Tolerance class: 2A/2B Chipbreaker
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder

24 3IR24UN... 3IL24UN... 0.61 0.7 0.8

20 3IR20UN... 3IL20UN... 0.73 0.8 09

18 3IR18UN... 3IL18UN... 0.81 0.8 1.0

16 3IR16UN... 3ILT6UN... 092 09 1.1

14 3IR14UN... 3ILT4UN... 1.05 09 1.2

38" 1 13 3IR13UN... 3IL13UN... 113 1.0 1.3 Vi3 VE3 AVR.3 (LH)

12 3IR12UN... 3IL12UN... 1.22 1.1 14

1.5 3IR11.5UN... 3IL11.5UN... 1.28 1.1 1.5

1 3IRTTUN... 3ILTTUN... 133 11 1.5

10 3IRTOUN... 3ILTOUN... 147 1.1 1.5

9 3IR9UN... 3IL9UN... 1.63 1.2 1.7

3IR8UN... 3IL8UN... 1.83 11 1.5

28 3JIR28UN... 0.52 0.6 0.8

24 3JIR24UN... 0.61 0.7 0.8

20 3JIR20UN... 0.73 0.6 0.8

18 3JIR18UN... 0.81 0.6 0.8

16 3JIR16UN... 0.92 0.7 0.8

6 14 3JRI4UN.. 105 11 15 Y3 - AVR.-3

13 3JIR13UN... 113 11 1.5

SCB 12 3JIR12UN... 1.22 1.1 1.5

10 3JIRTOUN... 147 1.1 1.5

9 3JIROUN... 1.63 1.0 1.5

3JIR8UN... 1.83 1.1 1.5
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1/8P_External
Defined by: ANSI B1.1:74 V6 Standard F-Line
Tolerance class: 2A/2B
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
32 3IR32UN-6C... 0.51 2.0 1.8
28 3IR28UN-6C... 052 19 19
24 3IR24UN-6C... 0.61 19 19
20 3IR20UN-6C... 0.73 1.8 2.1
s 16 18 3IRIBUN-6C.. 081 17 21 Y36C - N2 3506/
% 16 3IR16UN-6C... 0.92 1.6 2.2
14 3IR14UN-6C... 1.05 1.7 2.5
13 3IR13UN-6C... 113 1.8 2.7
12 3IR12UN-6C... 1.22 1.6 2.5
7 4IR7UN... 4IL7UN... 2.09 1.6 2.3
1/2" 22 6 4IR6UN... 4|L6UN... 244 16 23 YiM4 YE4 AVR.-4 (LH)
5 4IR5UN... 4IL5UN... 293 1.6 2.3
7 4FIR7UN... 2.09 1.6 2.3
1/2'F 23 6 4FIR6UN... 244 16 23 YMF AVRC..-4F
5 4FIR5UN... 293 1.6 2.3
v BB 45 SIR4SUN.. 51L4.5UN... 36 17 24 - .
FLINE 4 S5IR4UN... SIL4UN... 3.67 1.8 2.7
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Defined by: ANSI B1.1:74
Tolerance class: 2A/2B Coarse Pitch U Style Coarse Pitch

Coarse Pitch RH

Thread Insert Size Ordering Code Dimensions mm Min Bore Dia.

IC L mm RH h min X Y Toolholder RH mm
1/2"x 13UN 6.0 10 6.0[R13UN..158/001  1.13 0.8 09 BNVR105-6.0 10.6
9/16" x 12UN 1/4" i 2IR12UN...158/002 1.22 09 1.0 NVRC10-2-156/001 12.0
5/8"x TIUN 1/4"U 2UIRT1UN...158/003  1.33 1.2 55 NVRC11-2U-156/002 134
3/4" x T0UN 3IR10UN... 147 1.1 15 NVRC13-3-156/016 16.3
7/8" x 9UN 3/8" 16 3IR9UN... 1.63 1.2 1.7 NVRC13-3-156/016 19.2
1"x 8UN 3IR8UN... 1.83 1.1 1.5 NVRC16-3 220
11/8"x 7UN 4IR7UN... 2.09 1.6 2.3 NVRC20-4 24.6
11/4"x 7UN 1/2" 22 4IR7UN... 2.09 1.6 2.3 NVRC20-4 278
13/8"x 6UN 4IR6UN... 244 1.6 2.3 NVRC20-4 30.3

Coarse Pitch LH

Thread Insert Size Ordering Code Dimensions mm Min Bore Dia.

IC L mm LH h min X Y Toolholder LH mm
1/2"x 13UN 6.0 10 6.0IL13UN..158/016 113 0.8 09 BNVR10S-6.0LH 10.6
9/16" x 12UN 1/4" 2IL12UN...158/017 1.22 09 1.0 NVRC10-2LH-156/036 12.0
5/8"x TIUN 1/4"U ! 2UIRTTUN...158/003  1.33 1.2 55 NVRC11-2ULH-156/035 134
3/4" x TOUN 3ILT0UN... 147 1.1 15 NVRC13-3LH-156/026 16.3
7/8" x 9UN 3/8" 16 3IL9UN... 1.63 1.2 1.7 NVRC13-3LH-156/026 19.2
1"x 8UN 3IL8UN... 1.83 1.1 1.5 NVRC16-3LH 220
11/8"x 7UN 4IL7UN... 2.09 1.6 23 NVRC20-4LH 24.6
11/4"x 7UN 1/2" 22 4IL7UN... 2.09 1.6 2.3 NVRC20-4LH 27.8
13/8"x 6UN 4IL6UN... 244 1.6 23 NVRC20-4LH 303

I U Type RH inserts can be used for both LH and RH applications.
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Contents Thread Turning Thread Milling MiniPro

American UN - uNc, UNF, UNEF, UNS (con't)

Internal

1/4P Internal

1/8P External

Defined by: ANSI B1.1:74
Tolerance class: 2A/2B

N
=<
»Jxe )

o=t

M+ Style

F-Line M+

U Style
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH+LH h min X Y RH LH Toolholder
4.5 4U14.5UN... 3.26 24 1.0
1/2"U 22 Yi4U  YE4U AVR.-4U (LH)
4 4UI4UN... 3.67 24 1.0
5/8"U 27 3 SUI3UN... 4.89 2.7 13.7 YI5SU  YESU AVR..-5U (LH)
V Style
Insert Size Pitch Ordering Code Dimensions mm
IC L mm tpi RH LH h min X Y T Toolholder
4 5VIR4UN... SVIL4UN... 3.67 1.0 33 6
5/8"V 27 NVR.-5V (LH)
3 S5VIR3UN... SVIL3UN... 4.89 1.0 43 8
Multils
M+ Style
Insert Size Pitch  Teeth Ordering Code Dimensions mm Anvil
IC L mm tpi RH h min X Y RH Toolholder
12 2 3IR12UN2M+.. 1.22 2.2 33
3/8" 16 14 2 3IRT4UN2M+.. 1.05 19 2.8 YI3M AVR.-3
16 2 3IRT6UN2M+-.. 092 1.7 2.5
16 3 4IR16UN3M+-.. 092 2.6 4.
14 2 4IR14UN2M+.. 1.05 19 2.8
172" 22 YI4M AVR.-4
12 2 4IR12UN2M+.. 1.22 2.2 33
12 3 4IR12UN3M+.. 1.22 34 54
1/2"F 23 12 2 4FIR1I2UN2M+... 1.22 2.2 33 YIAM2F  AVRC..-4MF
5/8" 27 8 2 5IR8UN2M+.. 1.83 31 49 YI5M AVR.-5M
FLINE
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1/4P Internal

Helir

rh
v
g Toolholder face
AT

1/8P External

—>

i

Defined by: ANSI B1.1:74 r
Tolerance class: 2A/2B

Mini-V
Min. Thread Igtsyelret Pitch Ordering Code Dimensions mm Helix  Toolholder
tpi RH d T F Y hmin  Deg.

3/8"-32UNEF 32 VO8TH32UNR... 4.21 0.5 0.46 1.5

3/8"-28UN 28 VO8TH28UNR... 4.28 0.5 0.52 2

3/8"-24UNF 24 VO8TH24UNR... 4.32 0.65 0.61 2

3/8"-20UN Vo8 20 VO8TH20UNR... 6 3.8 4.45 0.8 0.73 2.5 VO8-...
3/8"-18UNS 18 VO8TH18UNR... 4.53 0.85 0.81 2.5

3/8"-16UNC 16 VO8TH16UNR... 433 095 092 25
7/16"-14UNC 14 VO8TH14UNR... 4.78 1.1 1.05 3

9/16"-12UNC V11 12 VITTHI2UNR... 8 4.2 6.44 1.24 1.22 2.5 M-
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1/8P External

Defined by: ANSI B1.1:74
Tolerance class: 2A/2B

Mini-3 Standard

Insert Size Pitch Ordering Code Dimensions mm Min. Bore Dia.
ICmm  Lmm tpi RH LH h min Y H mm Toolholder
32 4.0KIR32UN... 4.0KIL32UN... 0.46 0.5 3.50 6.15
28 4.0KIR28UN... 4.0KIL28UN... 0.52 0.6 3.50 6.15
4.0 6 24 4.0KIR24UN... 4.0KIL24UN... 0.61 0.6 3.60 6.25 NVR.5-4.0K (LH)
20 4.0KIR20UN... ~ 4.0KIL20UN... 0.73 0.6 3.70 6.35
18 4.0KIR18UN... 4.0KILT8UN... 0.81 0.7 3.70 6.35

32 5.0KIR32UN..  5.0KIL32UN... 0.46 05
28 5.0KIR28UN... ~ 5.0KIL28UN... 0.52 06
24 5.0KIR24UN...  5.0KIL24UN... 0.61 0.6
5.0 8 20 5.0KIR20UN...  5.0KIL20UN... 073 0.7 4.7 78 NVRC 7-5.0K (LH)
18 5.0KIR18UN... 5.0KIL18UN... 0.81 0.7
16 5.0KIR16UN... 5.0KIL16UN... 0.92 0.7
14 5.0KIR14UN... 5.0KIL14UN... 1.05 0.8

40 6.0IR40UN... 037 06 4.50 95
32 6.0IR32UN... 0.46 0.6 4.60 9.5
28 6.0IR28UN... 0.52 0.65 4.70 9.6
60 - 24 6.0IR24UN... 0.61 075 480 9.7 NVRI6.0
20 6.0[R20UN... 073 09 490 9.8
18 6.0IR18UN... 0.81 1.0 5.00 99
16 6.0IRT6UN... 0.92 1.05 510 10.0
14 6.0IR14UN... 1.05 1.05 5.20 10.0

Left handed tool supplied by request (Example: 6.0IL40UN...).

Mini-3 U Style

Insert Size Pitch Ordering Code Dimensions mm Min. Bore Dia.
ICmm  Lmm tpi RH+LH h min Y F mm Toolholder
13 5.0KUIN3UN... 1.2 56
50U 8 12 5.0KUIN2UN... 1.3 4.0 5.7 9.0 NVRC 8-5.0KU (LH)
" 5.0KUITUN... 142 5.7
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1/8P  External

Defined by: ANSI B1.1:74
Tolerance class: 2A/2B

Mini-L
Insert Size Pitch Ordering Code Dimensions mm Min. Bore Dia.
ICmm tpi RH LH h min Y B mm Toolholder

40 S5LIR40UN... 0.37 0.6 3.80 76
32 5LIR32UN... 046 0.6 392 76
28 5LIR28UN... 0.52 0.65 3.99 76

5oL 24 5LIR24UN... 0.61 0.75 4.09 76 NVRTO-5L
20 5LIR20UN... 0.73 09 4.21 77
18 S5LIR18UN... 0.81 1.0 4.30 7.8
16 S5LIRT6UN... 0.92 1.05 441 7.8
14 SLIRT4UN... 1.05 1.05 4.54 79

Left handed tool supplied by request (Example: 5LIL4A0UN...).

vnvarqus| e1 |
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g American UN - uNc, UNF, UNEF, UNS (cont) MINIPRO
Internal L ref i
= ® L
t  — —
1/4P Intemil 1 > n; - g % v S
— v T B ]
)
e—— L2 ref
1/8P External
Defined by: ANSI B1.1:74
Tolerance class: 2A/28 RH-Single Ended RH-Double Ended
Micro - Double Ended
Insert Dia. Pitch Ordering Code Dimensions mm Min. Bore Dia.
Thread dmm mm RH L1 L F Y h min mm Toolholder
10-40UNS 40 3.0SIR40UN... 16 50 1.35 0.60 0.37 3.2
8-36UNF 3.0 36 3.0SIR36UN... 16 50 146 0.60 041 3.2 SMC.-3.0
8-32UNF 32 3.0SIR32UN... 16 50 140 0.60 046 33
10-40UNS 40 4.0SIR40UN... 16 50 1.65 0.60 0.37 4.0
10-36UNS 36 4.0SIR36UN... 16 50 1.70 0.60 041 4.1
12-32UNEF 32 4.0SIR32UN... 16 50 1.76 0.60 0.46 4.1
12-28UNF 4.0 28 4.0SIR28UN... 16 50 1.83 0.65 0.52 4.2 SMC.-4.0
1/4"-27UNS 27 4.0SIR27UN... 16 50 1.85 0.75 0.54 4.2
12-24UNC 24 4.0SIR24UN... 16 50 1.93 0.75 0.61 43
1/4"-20UNC 20 4.0SIR20UN... 16 50 2.03 0.76 0.73 43
1/4"-32UNEF 32 6.0SIR32UN... 16 50 2.01 0.60 0.46 55
5/16"-28UN 28 6.0SIR28UN... 16 50 2.08 0.65 0.52 56
5/16"-27UNS 27 6.0SIR27UN... 16 50 2.10 0.75 0.54 56
5/16"-24UNF 6.0 24 6.0SIR24UN... 16 50 2.8 0.75 0.61 5.7 SMC..-6.0
5/16"-20UN 20 6.0SIR20UN... 16 50 2.30 0.90 0.73 5.8
5/16"-18UNC 18 6.0SIR18UN... 16 50 2.39 1.00 0.81 59
3/8"-16UNC 16 6.0SIR16UN... 16 50 2.50 1.05 092 6.0
Left handed tool supplied by request (Example: 6.0SILT6UN...).
Micro - Single Ended mlcrOScope
Insert Dia.. Pitch Ordering Code Dimensions mm Min. Bore Dia.
Thread dmm tpi RH/LH Helix® L1 F Y hmin L2ref* Lref D mm Toolholder
No.8-32UNC 32 MS429TH32UNLI6R/L... 092 06 0.46 33
4.0 184 354 ————— MH..-40
No.10-28UNS 28 MS429TH28UNLI6R/L... 092 065 052 3.6
1/4"-27UNS 27 M549TH27UNL16R/L... 24 075 054 53
1/4"-24UNS 50 24 M542TH24UNL16R/L... 35 16 1.7 075 061 18.35 412 51 MH..-5.0
1/4"-20UNC 20 M542TH20UNLT6R/L... 1.7 09 0.73 4.6
5/16"-18UNC 18 M659TH18UNLI6R/L... 29 1.05 081 6.3
3/8"16UNC o0 16 M659THI6UNLI6R/L... 29 1 0oy 0 2 77 MH.-60

* L2 Ref: Repeatability within +/-0.02.
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Defined by: B.S.84:1956, DIN 259, 150228/1:1982 Standard
Tolerance class: Medium class A

Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
72 2ER72W... 2EL72W... 0.23 0.7 04
60 2ER6OW... 2EL60OW... 0.27 0.7 04
56 2ERS6W... 2EL56W... 0.29 0.7 04
48 2ER48W... 2EL48W... 0.34 0.6 0.6
40 2ER40W... 2EL40W... 041 0.6 0.6
36 2ER36W... 2EL36W... 0.45 0.6 0.6
32 2ER32W... 2EL32W... 0.51 0.6 0.6
4 T 28 2ER28W... 2EL28W... 0.58 0.6 0.7 i ) AL .2 (LH)
26 2ER26W... 2EL26W... 0.63 0.7 0.8
24 2ER24W... 2EL24W... 0.68 0.7 0.8
22 2ER22W... 2EL22W... 0.74 0.8 09
20 2ER20W... 2EL20W... 0.81 0.8 09
19 2ERTOW... 2ELTOW... 0.86 0.8 1.0
18 2ER18W... 2EL18W... 0.90 0.8 1.0
16 2ER16W... 2EL16W... 1.02 09 1.1
14 2ER14W... 2EL14W... 1.16 1.0 1.2
72 3ER72W... 3EL72W... 0.23 0.7 04
60 3ER6OW... 3EL6OW... 0.27 0.7 04
56 3ERS6W... 3EL56W... 0.29 0.7 04
48 3ER48W... 3EL48W... 0.34 0.6 0.6
40 3ER40W... 3EL40W... 041 0.6 0.6
36 3ER36W... 3EL36W... 0.45 0.6 0.6
32 3ER32W... 3EL32W... 0.51 0.6 0.6
30 3ER30W... 3EL30W... 0.55 0.6 0.7
28 3ER28W... 3EL28W... 0.58 0.6 0.7
26 3ER26W... 3EL26W... 0.63 0.7 0.8
3/8" 1 24 3ER24W... 3EL24W... 0.68 0.7 0.8 VE3 Vi3 AL3 (LH)

22 3ER22W... 3EL22W... 0.74 0.8 09
20 3ER20W... 3EL20W... 0.81 0.8 09
19 3ERTOW... 3ELTOW... 0.86 0.8 1.0
18 3ER18W... 3EL18W... 0.90 0.8 1.0
16 3ERT16W... 3EL16W... 1.02 09 1.1
14 3ERT4W... 3ELT14W... 1.16 1.0 1.2
12 3ER12W... 3EL12W... 1.36 11 14
" 3ERTIW... SELNW... 148 11 1.5
10 3ERTOW... 3ELTOW... 1.63 1.1 1.5

3ERIW... 3ELOW... 1.81 12 1.7

3ER8W... 3ELBW... 2.03 1.2 1.5
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n
v IC
R0.137P
External .
Defined by: B.S.84:1956, SCB V6 F-Line U Style
DIN 259, 150228/1:1982 Sintered
Tolerance class: Medium class A Chipbreaker
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
36 3JER36W... 0.45 1.2 0.5
32 3JER32W... 0.51 1.2 0.5
28 3JER28W... 0.58 0.7 0.8
24 3JER24W... 0.68 0.7 0.8
20 3JER20W... 0.81 0.7 0.8
19 3JERT19W... 0.86 0.7 0.8
3/8"
SCB B 16 18 3JER18W... 0.90 0.8 0.8 YE3 = AL.-3
16 3JER16W... 1.02 0.8 0.8
14 3JERT4W... 1.16 13 1.5
12 3JER12W... 1.36 1.3 1.5
1 3JERTIW... 148 13 1.5
10 3JERTOW... 1.63 1.3 1.5
8 3JER8W... 2.03 1.3 1.5
% 19 3ER19W-6C... 086 1.8 22
3/8" 16 3ER16W-6C.. 102 16
V6 16 YE3-6C = AL.-3
14 3ER14W-6C.. 1.16 1.8
12 3ER12W-6C... 1.36 19 3.0
7 4ER7W... 4EL7W... 241 1.6 2.3
172" 22 6 4ER6W... 4ELOW... 2.71 1.6 2.3 YE4 Yi4 AL.-4 (LH)
5 4ER5W... 4EL5W... 3.25 1.7 24
7 4FER7W... 241 1.6 2.6
1/2"F 23 6 4FERGW... 2.71 1.6 2.3 YE4F AL..-4F
5 4FER5W... 3.25 1.7 24
4.5 SER4.5W... SEL4.5W... 3.61 1.8 2.6
FLINE 5/8" 27 YES YIS AL.-5 (LH)
4 S5ER4AW... SEL4W... 4.07 2.0 29
U Style
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH+LH h min X Y RH LH Toolholder
4.5 4UEI4.5W... 361 23 1.0
4 4UEI4W... 4.07 1.8 1.0
1/2"U 22 YE4U  YI4U  AL.-4U (LH)
35 4UEI3.5W... 4.65 21 11.0
3.25 4UEI3.25W... 5.00 20 11.0
35 SUEI3.5W... 4.65 2.1 13.7
3.25 SUEI3.25W... 5.00 20 13.7
5/8"U 27 YE5U  YISU AL.-5U (LH)
3 SUEI3W... 542 2.3 13.7
2.75 SUEI2.75W... 591 24 13.7
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R0.137P . )
External t 4 =4 1
Defined by: B.5.84:1956, DIN 259, 150228/1:1982 V Style / Slim Throat M+ Style F-Line M+
Tolerance class: Medium class A
Slim Throat
Insert Size Pitch Ordering Code Dimensions mm
IC L mm tpi RH LH h min X Y T Toolholder
19 2VERT9W... 2VELTOW... 0.86 0.69 2.3 32
1/4"V " 14 2VER14W... 2VEL14W... 1.16 0.69 20 3.2 NL.-2V (LH)
" 2VERTIW... 2VELTW... 148 0.69 1.7 32
19 3VERT9W... 3VELTOW... 0.86 1.1 2.7 36
18 3VER18W... 3VEL18W... 0.90 1.1 26 36
16 3VER16W... 3VEL16W... 1.02 1.1 2.6 36
3/8"V 16 NL.-3V (LH)
14 3VER14W... 3VEL14W... 1.16 1.1 24 3.6
12 3VER12W... 3VEL12W... 1.36 1.1 22 36
" 3VERTIW... 3VELTTW... 148 1.1 2.1 36
V Style
Insert Size Pitch Ordering Code Dimensions mm
IC L mm tpi RH LH h min X Y T Toolholder
4 SVER4W... SVELAW... 4.07 1.0 33 NL.-5V-6 (LH)
5/8"V 27 3 SVER3W... SVEL3W... 542 1.0 4.3 8 NL.-5V-8 (LH)
2.5 S5VER2.5W... SVEL2.5W... 6.51 1.0 5.2 10 NL.-5V-10 (LH)
M+ Style M““'ﬂg
Insert Size Pitch  Teeth Ordering Code Dimensions mm Anvil
IC L mm tpi RH h min X Y RH Toolholder
28 2 3ER28W2M+.. 0.58 1.2 1.6
19 2 3ER1OW2M+... 0.86 1.6 23
3/8" 16 YE3M AL.-3
19 3 3ER1OW3M+... 0.86 2.2 34
14 2 3ER14W2M+.. 1.16 20 30
14 3 4ER14W3M+... 1.16 29 4.6
172" 22 YE4M AL.-4
" 2 4ERTTW2M+... 148 2.3 35
1/2"F 23 n 2 4FERTTW2M+.. 148 23 35 YE4M2F AL..-4MF
FLINE
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External RS/LS varied range of threading standards for
machining between shoulders and close to spindle.

(;; > < L ref
AV RV/AN “
R0.137P g@w RS
External Y

Defined by: B.5.84:1956, DIN 259, 150228/1:1982

Y|
Tolerance class: Medium class A HW LS
R

RO.137P Internal
55°

'
h
¥ |

VG-Cut
P(;iczkeet Ordering Code Dimensions mm Ig\laiég]; Helix  Min. Thread Diameter ~ Toolholder
RH Wref Pitchtpi hmin Y  Lref Deg Monoblock
VGD3.0W19RH-RS/LS... 19 0.86 095 7-12 1/2"-19BSW
. 19 2.5° VGE.T12
VGD3.0W14RH-RS/LS... 14 116 115 8-14 1/2"-14BSW

LH Helix threads available upon request.
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R0.137P
External SCB
Defined by: B.5.84:1956, DIN 259, 1S0228/1:1982 Standard Sintered
Tolerance class: Medium class A Chipbreaker
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder

72 2IR72W... 2IL72W... 0.23 0.7 04
60 2IR60W... 2IL60W... 0.27 0.7 04
56 2IR56W... 2IL56W... 0.29 0.7 04
48 2IR48W... 2IL48W... 0.34 0.6 0.6
40 2IR40W... 2IL40W... 041 0.6 0.6
36 2IR36W... 2IL36W... 045 0.6 0.6
32 2IR32W... 2IL32W... 0.51 0.6 0.6
28 2IR28W... 2IL28W... 0.58 0.6 0.7

1/4" 1 26 2IR26W... 2IL26W... 0.63 0.7 0.8 - = NVR.-2 (LH)
24 2IR24W... 2IL24W... 0.68 0.7 0.8
22 2IR22W... 2IL22W... 0.74 0.8 09
20 2IR20W... 2IL20W... 0.81 0.8 0.9
19 2IRT9W... 2ILTOW... 0.86 0.8 1.0
18 2IR18W... 2IL18W... 0.90 0.8 1.0
16 2IR16W... 2ILT6W... 1.02 09 11
14 2IR14W... 2IL14W... 1.16 09 1.1
12 2IR12W... 2IL12W... 1.32 09 1.2
36 2JIR36W... 0.45 1.2 0.5
32 2JIR32W... 0.51 1.2 0.5
28 2JIR28W... 0.58 0.7 0.8
24 2JIR24W... 0.68 0.7 0.8

wooom 20 2JR20W.. 081 07 08 - - NVR.-2

19 2JIRTOW... 0.86 0.6 0.8
SCB 18 2JIRIBW... 090 08 08
16 2JIR16W... 1.02 0.8 0.8
14 2JIR14W... 1.16 0.7 09
72 3IR72W... 3IL72W... 0.23 0.7 04
60 3IR60W... 3IL60W... 0.27 0.7 04
56 3IR56W... 3IL56W... 0.29 0.7 04

3/8" 1 48 3IR48W... 3IL48W... 0.34 0.6 0.6 V3 YE3 AVR3 (LH)
40 3IR40W... 3IL40W... 041 0.6 0.6
36 3IR36W... 3IL36W... 0.45 0.6 0.6
32 3IR32W... 3IL32W... 0.51 0.6 0.6
30 3IR30W... 3IL30W... 0.55 0.6 0.7
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External SCB
Defined by: B.5.84:1956, DIN 259, 150228/1:1982 standard Sintered vé F-Line
Tolerance class: Medium class A Chipbreaker
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
28 3IR28W.. 3IL28W.. 058 06 07
26 3IR26W.. 3IL26W.. 063 07 08
24 3IR24W.. 3IL24W.. 068 07 0.8
22 3IR22W.. 3IL22W.. 074 08 09
20 3IR20W.. 3IL20W.. 081 08 09
19 3IR19W.. 3ILT9W... 086 08 10
e ” 18 3IR18W.. 3IL18W... 090 08 10 v I VRS (L)
16 3IR16W.. 3ILT6W... 102 09 11
14 3IR14W.. 3ILT4W... 116 10 12
12 3IR12W.. 3IL12W.. 136 11 14
1 3IR1TW... 3ILTIW.. 148 1 15
10 3IR1OW.. 3ILIOW... 163 11 15
9 3IROW.. 3ILOW.. 181 12 17
8 3IR8W.. 3IL8W... 203 12 15
28 3JIR28W.. 058 07 08
24 3JIR24W.. 068 07 0.8
20 3JIR20W.. 081 07 08
19 3JIR19W.. 086 06 05
18 3JIR18W... 090 08 08
s x 16 16 3JIRI6W.. 102 08 08 YB3 o - AVR..-3
14 3JIR14W.. 116 13 15
12 3JIR12W.. 136 13 15
1 3JIRTTW.. 148 13 15
10 3JIRTOW.. 163 13 15
8 3JIR8W... 203 13 15
B 19 3IR19W-6C.. 086 17 22
% 3/8" 6 16 3IR16W-6C... 102 16 26 . AVR.3
V6 14 3IRT4W-6C... 116 18 27 NVRC.-3 206/...
12 3IR12W-6C.. 136 17 26
7 4IR7W... 4L7W.. 24116 23
172" 22 6 4IR6W.. 4IL6W.. 27116 23 Y4 YE4 AVR.-4 (LH)
5 4IRSW... 4IL5W.. 325 17 24
7 4FIR7W... 24116 23
1/2'F 23 6 4FIR6W... 27116 23 YUF AVRC..-4F
5 4FIR5W.. 325 17 24
- . 45 SIR4.5W... SIL45W.. 361 18 26 w e VRS (L)
FLINE 4 SIRAW.. SIL4W.. 407 20 29
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External
Defined by: B.S.84:1956, DIN 259, 150228/1:1982 F-Line M+
Tolerance class: Medium class A
U Style
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH+LH h min X Y RH LH Toolholder
4.5 4UEI4.5W... 3.61 2.3 1.0
4 4UEI4W... 4.07 1.8 1.0
1/2"U 22 Yi4U  YE4U AVR.-4U (LH)
35 4UEI3.5W... 4.65 2.1 11.0
3.25 4UEI3.25W... 5.00 20 1.0
35 SUEI3.5W... 4.65 21 13.7
3.25 SUEI3.25W... 5.00 20 13.7
5/8"U 27 YI5U YESU AVR..-5U (LH)
3 SUEI3W... 542 2.3 13.7
2.75 SUEI2.75W... 591 24 13.7
V Style
Insert Size Pitch Ordering Code Dimensions mm
IC L mm tpi RH LH h min X Y T Toolholder
4 SVIR4W... SVILAW... 4.07 1.0 33 6
5/8"V 27 3 S5VIR3W... SVIL3W... 542 1.0 4.3 8 NVR.-5V (LH)
2.5 S5VIR2.5W...  5VIL2.5W... 6.51 1.0 5.2 10
M+ Style Multa:
Insert Size Pitch  Teeth Ordering Code Dimensions mm Anvil
IC L mm tpi RH h min X Y RH Toolholder
3/8" 16 14 2 3IR14W2M+... 1.16 2.0 3.0 YI3M AVR.-3
172" 22 1 2 4IRNMW2M+... 148 23 35 YI4M AVR.-4
1/2"F 23 N 2 AFIRNMW2M+... 148 2.3 35 YI4M2F  AVRC...-4MF
FLINE
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0.137P

Helix

<)

External

rh
r Toolholder face
Defined by: B.5.84:1956, DIN 259, 1S0228/1:1982 ‘ﬁ

Tolerance class: Medium Class A

Mini-V
Min. Thread 'Qﬁﬁg Pitch Ordering Code Dimensions mm Helix  Toolholder
tpi RH d T F Y hmin Deg.
1/2"x19W V11 19 VITTHI9WR... 8 4.2 6.18 0.8 0.86 2 M-
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0.137P

External

Defined by: B.5.84:1956, DIN 259,
1S0228/1:1982
Tolerance class: Medium class A

Internal
550
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Mini-3 Standard

Insert Size Pitch Ordering Code Dimensions mm Min. Bore Dia.
ICmm  Lmm tpi RH LH h min Y F mm Toolholder
26 4.0KIR26W... 4.0KIL26W... 0.63 0.6 36 6.25
22 4.0KIR22W... 4.0KIL22W... 0.74 0.6 37 6.35
4.0 6 20 4.0KIR20W... 4.0KIL20W... 0.81 0.7 3.7 6.35 NVR.5-4.0K (LH)
19 4.0KIR19W... 4.0KIL19W... 0.86 0.7 3.7 6.35
18 4.0KIR18W... 4.0KIL18W... 0.90 0.7 3.7 6.35
28 5.0KIR28W... 5.0KIL28W...  0.58 0.6
24 5.0KIR24W... 5.0KIL24W... 0.68 0.6
50 5 20 5.0KIR20W... 5.0KIL20W... 0.81 0.7 47 - NVRC 7-5.0K (LH)
19 5.0KIRTOW... 5.0KILTOW... 0.86 0.7
18 5.0KIRT18W... 5.0KIL18W... 0.90 0.7
16 5.0KIRT6W... 5.0KILT6W... 1.02 0.7
28 6.0IR28W... 0.58 0.7 4.7 9.6
6.0 10 19 6.0IRTOW... 0.86 1.0 50 99 NVR1.-6.0
14 6.0IR14W... 1.16 1.1 53 10.0
Left handed tool supplied by request (Example: 6.0IL28W......).
Mini-3 U Style
Insert Size Pitch Ordering Code Dimensions mm Min. Bore Dia.
ICmm  Lmm tpi RH+LH h min Y F mm Toolholder
14 5.0KUIN4W... 1.16 56
5.0V 8 12 5.0KUIN2W... 1.36 4.0 5.7 9.0 NVRC8-5.0KU (LH)
" 5.0KUIMTTW... 148 57
Mini-L
Insert Size Pitch Ordering Code Dimensions mm Min. Bore Dia.
ICmm tpi RH LH h min Y F mm Toolholder
28 S5LIR28W... 0.58 0.7 4.05 76
50L 19 SLIRTOW... 0.86 1.0 4.35 79 NVR 10.-5L
14 SLIRT4W... 1.16 11 4.68 8.0

Left handed tool supplied by request (Example: 5LIL28W...).
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External
Defined by: B.5.84:1956,
DIN 259, 150228/1:1982
Tolerance class: Medium class A RH-Single Ended RH-Double Ended
Micro - Double Ended
Insert Dia. Pitch Ordering Code Dimensions mm Min. Bore Dia.
Thread dmm tpi RH L1 L F Y h min mm Toolholder
1/16"-28BSP 28 4.0SIR28W... 16 50 1.86 0.65 0.58 4.2
1/4"-26BSF 4.0 26 4.0SIR26W... 16 50 193 0.75 0.63 42 SMC.-4.0
1/4"-24BSW 24 4.0SIR24W... 16 50 196 0.75 0.68 43
1/16"-28BSP 28 6.0SIR28W... 16 50 250 065 0.58 6.0
5/16"-28BSW 26 6.0SIR26W... 16 50 250 0.75 0.63 6.0
5/16"-24BSW 24 6.0SIR24W... 16 50 2.50 0.75 0.68 6.0
—— 60 SMC..-6.0
5/16"-22BSW 22 6.0SIR22W... 16 50 250 090 0.74 6.0
3/8"-20BSF 20 6.0SIR20W... 16 50 250 090 0.81 6.0
1/4"-19BSP 19 6.0SIRTOW... 16 50 2.50 0.95 0.86 6.0
Left handed tool supplied by request (Example: 6.0SILTOW...).
Micro - Single Ended mlcrOSCOPe
Insert Dia..  Pitch Ordering Code Dimensions mm Min. Bore Dia.
Thread dmm tpi RH/LH Helix® L1 F Y hmin L2ref* Lref D mm Toolholder
1/16"-28BSP 28 M659TH28WLI6R/L... 065 058 6.5
6.0 35 16 29 ————— 185 42— MH..-6.0
1/4"-19BSP 19 M659TH19WLI6R/L... 095 0.86 114

* L2 Ref: Repeatability within +/-0.02.
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MiniPro

BSPT

External

R0.137P Internal
\27.5,275°

a0, ‘\J °47' fR0.137P
External

Defined by: B.S. 21:1985

X~>
r
L

E—

Tolerance class: Standard BSPT Standard Sintered V6 Slim Throat
Chipbreaker
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
28 2ER28BSPT... 2EL28BSPT... 0.58 0.6 0.6
1/4" 1 19 2ER19BSPT... 2EL19BSPT... 0.86 0.8 09 - = NL.-2 (LH)
14 2ER14BSPT... 2EL14BSPT... 1.16 09 1.0
28 3ER28BSPT... 3EL28BSPT... 0.58 0.6 0.6
19 3ER19BSPT... 3EL19BSPT... 0.86 0.8 09
3/8" 16 YE3 YI3 AL.-3 (LH)
14 3ER14BSPT... 3EL14BSPT... 1.16 1.0 1.2
il 3ERT1BSPT... 3ELT1BSPT... 148 1.1 1.5
SCB 28 3JER28BSPT... 0.58 0.7 0.8
3/8" 19 3JER19BSPT... 0.86 0.7 0.8
SCB 16 YE3 = AL.-3
14 3JER14BSPT... 1.16 1.3 1.5
il 3JERT1BSPT... 148 1.3 1.5
3/8" 19 3ER19BSPT-6C... 086 17 22
6 16 YE3-6C - AL.-3
14 3ER14BSPT-6C... 1.16 19 2.8
Slim Throat
Insert Size Pitch Ordering Code Dimensions mm
IC L mm tpi RH LH h min X Y T Toolholder
28 3VER28BSPT... 3VEL28BSPT... 0.58 1.1 30 36
19 3VER19BSPT... 3VEL19BSPT... 0.86 11 2.7 36
3/8"V 16 NL..-3V (LH)
14 3VER14BSPT... 3VEL14BSPT... 1.16 1.1 24 36
il 3VER1BSPT... 3VEL11BSPT... 148 1.1 2.1 36
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BSPT (con't)

Internal

R0.137P

Ry

Internal

_ N/ IC
0 ‘\71 °47' 1R0.137P
External SCB
. V6
Defined by: B.S. 21:1985 Standard Sintered
Tolerance class: Standard BSPT Chipbreaker
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
28 2IR28BSPT... 2IL28BSPT... 0.58 0.6 0.6
1/4" 11 19 2IR19BSPT... 2IL19BSPT... 0.86 0.8 09 = NVR..-2 (LH)
14 2IR14BSPT... 2IL14BSPT... 1.16 09 1.0
4 28 2JIR28BSPT.. 058 07 08
SCB 1 - - NVR..-2
19 2JIR19BSPT... 0.86 0.7 0.8
28 3IR28BSPT... 3IL28BSPT... 0.58 0.6 0.6
19 3IR19BSPT... 3IL19BSPT... 0.86 0.8 09
3/8" 16 Y13 YE3 AVR.-3 (LH)
14 3IR14BSPT... 3IL14BSPT... 1.16 1.0 1.2
SCB 11 3IR11BSPT... 31L11BSPT... 148 11 15
28 3JIR28BSPT... 0.58 0.7 0.8
3/8" 19 3JIR19BSPT.. 08 07 08
B 16 Y13 - AVR.-3
14 3JIR14BSPT... 1.16 1.3 1.5
1 3JIR11BSPT... 148 13 1.5
W 38" y 19 3IRI9BSPT-6C.. 086 18 23 . AVR.-3
b V6 14 3IR14BSPT-6C... 16 19 27 NVRC.-3 206/..
BSPT Mini-V

Internal

R0.137P

Internal
o

Helix

56 ‘\;1?4'7' RO.137P
External

rh
_y
r E Toolholder face
Defined by: B.5.21:1985 {T

Tolerance class: Standard BSPT

Mini-V
Min. Thread lgtsflg Pitch Ordering Code Dimensions mm Helix  Toolholder
tpi RH d T F Y hmin  Deg.
1/4"-19BSPT VI 19 VI1TH19BSPTR... 8 4.2 6.13 09 0.86 25 V-
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BSPT (con't MINIPRD

Internal

IC50L

R0O.137P

Internal
27.5°

56 ‘\;1?4'7'
Defined by: B.S. 21:1985
Tolerance class: Standard BSPT

Mini-3 Standard

Insert Size Pitch Ordering Code Dimensions mm Min. Bore Dia.
ICmm  Lmm tpi RH LH h min Y F mm Toolholder
4.0 6 28 4.0KIR28BSPT...  4.0KIL28BSPT..  0.58 0.6 36 6.25 NVR.5-4.0K (LH)
5o . 28 5.0KIR28BSPT...  5.0KIL28BSPT... 0.58 0.6 47 -8 NVRC7-5.0K (LH)
19 5.0KIR19BSPT...  5.0KILT19BSPT... 0.86 0.7
28 6.0IR28BSPT... 0.58 0.6 4.7 9.6

6.0 10 19 6.0IR19BSPT... 0.86 09 5.0 99 NVR1.-6.0
14 6.0IR14BSPT... 1.16 1.2 53 10.0

Left handed tool supplied by request (Example: 6.0IL28BSPT...).

Mini-L
Insert Size Pitch Ordering Code Dimensions mm Min. Bore Dia.
ICmm tpi RH LH h min Y F mm Toolholder
28 5LIR28BSPT... 0.58 0.6 4.05 76
5.0L 19 SLIRT9BSPT... 0.86 09 4.35 79 NVR10. -5L
14 SLIR14BSPT... 1.16 1.2 4.68 8.0

Left handed tool supplied by request (Example:5LIL28BSPT...).
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= NPT
External S
3
Internal AN

IC
. . _ SCB
?(flfel?aer?cstlgsiégtgrz{(};gﬁPT Standard ChS_intered V6 Slim Throat
ipbreaker
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
27 2ER27NPT... 2EL27NPT... 0.66 0.7 0.8
1/4" 11 18 2ERT8NPT... 2EL18NPT... 1.01 0.8 1.0 - = NL.-2 (LH)
14 2ERT4NPT... 2EL14NPT... 1.33 0.8 1.0
27 3ER27NPT... 3EL27NPT... 0.66 0.7 0.8
18 3ERT8NPT... 3ELT18NPT... 1.01 0.8 1.0
3/8" 16 14 3ERT4NPT... 3EL14NPT... 1.33 09 1.2 YE3 Yi3 AL.-3 (LH)
1.5 3ER11.5NPT... 3EL11.5NPT... 1.64 1.1 1.5
8 3ER8NPT... 3EL8NPT... 242 13 1.8
27 3JER27NPT... 0.66 0.6 0.8
18 3JERT8NPT... 1.01 0.6 0.8
o8 e 16 14 3JERIANPT.. 133 11 15 YB3 - AL-3
11.5 3JER11.5NPT... 1.64 11 1.5
8 3JERSNPT... 242 1.0 1.5
3/8"V6 16 14 3ER14NPT-6C... 1.33 19 30  YE3-6C - AL.-3
%
Slim Throat
Insert Size Pitch Ordering Code Dimensions mm
IC L mm tpi RH LH h min X Y T Toolholder
27 2VER27NPT... 2VEL27NPT... 0.66 0.7 2.0 32
oy - 18 2VERT8NPT... 2VEL18NPT... 1.01 0.7 1.8 3.2 NL.2V (LH)
14 2VERT4NPT... 2VEL14NPT... 133 07 1.8 32
1.5 2VERT1.5NPT..  2VEL11.5NPT... 1.64 0.7 21 3.2
27 3VER27NPT... 3VEL27NPT... 0.66 1.1 29 3.6
3/8"V 16 18 3VERT8NPT... 3VEL18NPT... 1.01 1.1 2.6 3.6 NL.-3V (LH)
1.5 3VERT1.5NPT..  3VEL11.5 NPT... 1.64 11 21 3.6
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NPT (con't)

External

Internal

RS/LS Varied range of threading standards for
machining between shoulders and close to spindle.

Internal

Defined by: USAS B2.1:1968 Y,
Tolerance class: Standard NPT R¢ w
VG-Cut
P(giczkeet Ordering Code Dimensions mm F,’\‘a%sgi Helix  Min. Thread Diameter ~ Toolholder
RH Wref Pitchtpi hmin Y  Lref Deg Monoblock
3 VGD3.ONPT18RH-RS/LS... 18 101 1.20 7-12 1/4"-18NPT
3 VGD3.ONPT14RH-RS/LS.. 3.00 14 133 140 219 8-14 15° 1/2"-14NPT VGE..T12
3 VGD3.ONPT11.5RH-RS/LS... 12 164 160 9-15 1-11.5NPT
LH Helix threads available upon request.
NPT (con't)
External >y %
| X
% 1
A= T

Defined by: USAS B2.1:1968 M+ Style

Tolerance class: Standard NPT

F-Line M+

Z+ Style

M+ Style Multals
Insert Size Pitch  Teeth Ordering Code Dimensions mm Anvil
IC L mm tpi RH h min X Y RH Toolholder
3/8" 16 14 2 3ERT4ANPT2M+... 1.33 2.0 3.0 YE3M AL.-3
172" 22 11.5 2 4ER11.5NPT2M+-.. 1.64 2.2 34 YE4M AL.-4
1/2"F 23 11.5 2 4FER11.5NPT2M+-.. 1.64 2.2 34 YEAM2F AL..-4MF
11.5 3 SER11.5NPT3M+... 1.64 35 5.6
5/8" 27 YESM AL.-5M
8 2 SER8NPT2M+.. 242 3.1 49
FLINE
Z+ Style Mul'l:lﬂa
Insert Size Pitch  Teeth Ordering Code Dimensions mm Anvil
IC L mm tpi RH h min X Y RH Toolholder
11.5 2 4ER11.5NPT2Z+.. 1.64 2.7 10.0
172" 22 YE4Z AL.-4Z
8 2 4ERBNPT2Z+... 242 34 9.6
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(o))
£
=
=
®
£ NPT (con't
'_
Internal y Yo y
X
i Pun
Internal K T A D
L \ @ b
c
SCB
Defined by: USAS B2.1:1968 Standard Simtered V6
Tolerance class: Standard NPT intere
Chipbreaker
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
27 2IR27NPT... 2IL27NPT... 0.66 0.7 0.8
1/4" " 18 2IR18NPT... 2IL18NPT... 1.01 0.8 1.0 - = NVR..-2 (LH)
14 2IR14NPT... 2IL14NPT... 1.33 0.8 1.0
4" 27 2JR2INPT. 066 06 08
SCB 1 - - NVR..-2
18 2JIR18NPT... 1.01 0.6 0.8
27 3IR27NPT... 3IL27NPT... 0.66 0.7 0.8
18 3IR18NPT... 3IL18NPT... 1.01 0.8 1.0
3/8" 16 14 3IR14NPT... 3IL14NPT... 1.33 09 12 YI3 YE3 AVR.-3 (LH)
1.5 3IR11.5NPT... 3IL11.5NPT... 1.64 11 1.5
8 3IR8NPT... 3IL8NPT... 242 1.3 1.8
27 3JIR27NPT... 0.66 0.6 0.8
SCB 18 3JIR18NPT... 1.01 0.6 0.8
RS 16 14 3JRI4NPT.. 133 11 15 Y3 - AVR.-3
1.5 3JIR11.5NPT... 1.64 1.1 1.5
8 3JIR8NPT... 242 1.0 1.5
3/8" AVR.-3
V6 16 14 3IR14NPT-6C... 1.33 19 2.8 YI3-6C = NVRC -3 206/..

%\HIH
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NPT (con't)

Internal

Internal

IC
F-Li M V4 |
Defined by: USAS B2.1:1968 ine Vi +Style
Tolerance class: Standard NPT
M+ Style M““'ﬂg
Insert Size Pitch  Teeth Ordering Code Dimensions mm Anvil
IC L mm tpi RH h min X Y RH Toolholder
3/8" 16 14 2 3IR14NPT2M+.. 1.33 2.0 30 YI3M AVR.-3
1/2" 22 11.5 2 4IR11.5NPT2M+-.. 1.64 2.2 34 YI4M AVR.-4
1/2"F 23 1.5 2 4FIR11.5NPT2M+... 1.64 2.2 34 YI4AM2F AVRC..-4MF
11.5 3 5IR11.5NPT3M+... 1.64 35 5.6
5/8" 27 YI5M AVR.-5M
8 2 5IR8NPT2M+-.. 242 3.1 49
FLINE
Z+ Style Multils
Insert Size Pitch  Teeth Ordering Code Dimensions mm Anvil
IC L mm tpi RH h min X Y RH Toolholder
11.5 2 4IR11.5NPT2Z+.. 1.64 2.7 10.0
172" 22 Y4z AVR.-4Z
8 2 4IR8NPT2Z+... 242 34 9.6
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NPT (con't) Mini-V

Internal

Internal

Helix

h
Y —>
o 147" ,,
‘> External J
r Toolholder face
Defined by: USAS B2.1:1968
Tolerance class: Standard NPT ‘ﬁ
Mini-V
Min. Thread lgtsﬁret Pitch Ordering Code Dimensions mm Helix  Toolholder
tpi RH d T F Y hmin  Deg.
1/8"-27NPT 27 VO8TH27NPTR... 4.35 0.6 0.64 2
- 08 6 3.8 VO08-...
1/4"-18NPT 18 VO8TH18NPTR... 4.8 09 1.0 2
NPT MINIPRO
Internal
IC50L

Defined by: USAS B2.1:1968
Tolerance class: Standard NPT

Mini-3 Standard

Insert Size Pitch Ordering Code Dimensions mm Min. Bore Dia.
ICmm  Lmm tpi RH LH h min Y F mm Toolholder
4.0 6.0 27 40KIR27NPT..  4.0KIL27NPT..  0.66 0.6 3.7 6.35 NVR.5-4.0K (LH)
. . 27 ~ 50KIR27NPT..  5.0KIL27NPT..  0.66 0.6 47 - NVRC 750K (LH)
18 5.0KIRT8NPT..  5.0KILI8NPT.. 101 0.8
27 6.0IR27NPT... 0.66 0.8 53

6.0 10 18 6.0IR18NPT... 1.01 1.0 53 10.0 NVR1.-6.0
14 6.0IR14NPT... 1.33 11 53

Left handed tool supplied by request (Example: 6.0IL27NPT...).

Mini-L
Insert Size Pitch Ordering Code Dimensions mm Min. Bore Dia.
ICmm tpi RH LH h min Y F mm Toolholder
27 SLIR27NPT... 0.66 0.8 4.65
50L 18 SLIR18NPT... 1.01 1.0 4.65 8.0 NVR10.-5L
14 5LIR14NPT... 1.33 1.1 4.65

Left handed tool supplied by request (Example: 5LIL27NPT...).
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NPT (con't MINIPRO L
'_
D min
Internal L ref | >
D L
%)
Internal F - - c— "
\ ko
SO N g Al o4
] v ) ] L1 —>
<7L14>1 o
—— L2 ref
Defined by: USAS B2.1:1968
Tol lass: Standard NPT
elerance class: standar RH-Single Ended RH-Double Ended
Micro - Double Ended
Insert Dia. Pitch Ordering Code Dimensions mm Min. Bore Dia.
Thread d mm tpi RH L1 L F Y h min mm Toolholder
1/16"-27NPT 27 6.0SIR27NPT... 16 50 250 1.00 066 59
— 60 SMC..-6.0
1/4"-18NPT 18 6.0SIRT8NPT... 16 50 250 080 1.01 6.0
Left handed tool supplied by request (Example: 6.0SIL18NPT...).
Micro - Single Ended micrQscope
Insert Dia. Pitch Ordering Code Dimensions mm Min. Bore Dia.
Thread d mm tpi RH/LH Helix> L1 F Y  hmin L2ref* Lref D mm Toolholder
1/16"-27NPT 27 M659TH27NPTL16R/L... 075 066 6.1
1/4"-18NPT 6.0 18 M659TH18NPTLI6R/L... 35 16 29 .0 101 185 422 10.7 MH..-6.0
1/2"-14NPT 14 M659TH14NPTLI6R/L... 105 133 170

* L2 Ref: Repeatability within +/-0.02.
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External / Internal

Internal

ﬁ ] q‘Jﬂ
A

Defined by: MIL-P-7105B External Internal
Tolerance class: Standard ANPT Standard Standard

Standard - External

Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
18 3ER18ANPT... 3EL18ANPT... 1.08 0.8 1.0
3/8" 16 YE3 Yi3 AL.-3 (LH)
14 3ERT4ANPT... 3EL14ANPT... 1.39 0.8 1.0

Standard - Internal

Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
1/4" 1 18 2IR18ANPT... 2IL18ANPT... 1.08 0.80 1.0 - = NVR..-2 (LH)
3/8" 16 14 3IRT4ANPT... 3ILT4ANPT... 1.39 0.80 1.0 Y13 YE3 AVR..-3 (LH)
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NPTF
External N S Y
X v
X
Internal % _ r, e
L L @ :
L NS
SCB
Defined by: ANSI B1.20.3-1976 Standard Sintered M+ Style
Tolerance class: Standard NPTF Chipbreaker
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
27 2ER27NPTF..  2EL27NPTF.. 064 07 0.8
1/4" il 18 2ER18NPTF..  2EL18NPTF... 1.00 0.8 1.0 - = NL.-2 (LH)
14 2ER14NPTF..  2EL14NPTF... 1.35 0.8 1.0
27 3ER27NPTF..  3EL27NPTF... 0.64 0.7 0.8
18 3ER18NPTF.. 3EL18NPTF... 1.00 0.8 1.0
3/8" 16 14 3ERT4NPTF..  3ELT4NPTF.. 135 09 1.2 YE3 YB3 AL.-3 (LH)
1.5 3ERT1.5NPTF.. 3ELT1.5NPTF..  1.63 11 1.5
8 3ERBNPTF..  3EL8NPTF. 2.38 13 1.8
27 3JER27NPTF... 0.64 0.7 0.8
18 3JER18NPTF... 1.00 0.6 0.8
A 16 14 3JERI4NPTE.. 135 11 15 YB3 - AL.-3
SCB 11.5 3JER11.5NPTF.. 1.63 1.1 1.5
8 3JERBNPTF 2.38 11 1.5
M+ Style Multig:
Insert Size Pitch  Teeth Ordering Code Dimensions mm Anvil
IC L mm tpi RH h min Y RH Toolholder
3/8" 14 2 3ER14ANPTF2M+... 1.35 30 YE3M AL..-3
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NPTF (con't)
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Internal

Internal

——

Defined by: ANSI B1.20.3-1976 Standard SinSt(;?ed
Tolerance class: Standard NPTF Chipbreaker
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
27 2IR27NPTE...  2IL27NPTF... 0.64 0.7 0.8
174" il 18 2IR18NPTF...  2ILT8NPTF... 1.00 0.8 1.0 - = NVR.-2 (LH)
14 2IR14NPTF...  2IL14NPTF... 1.35 0.8 1.0
1/4" 27 2JIR27NPTE... 0.64 0.7 0.8
5C8 ! 18 2JIRIBNPTE... 100 06 08 - _ N2
27 3IR27NPTF...  3IL27NPTF... 0.64 0.7 0.8
18 3IR18NPTF..  3IL18NPTF.. 1.00 0.8 1.0
3/8" 16 14 3IR14NPTF..  3IL14NPTF... 1.35 09 1.2 Yi3 YE3 AVR..-3 (LH)
11.5 3IRT1.5NPTF.. 3ILTT.5NPTF..  1.63 1.1 1.5
8 3IR8NPTF..  3IL8NPTF... 238 13 1.8
27 3JIR27NPTF... 0.64 0.7 0.8
18 3JIR18NPTE... 1.00 0.6 0.8
e 16 14 3JIR14NPTF.. 135 11 15 Y3 - AVR.-3
11.5 3JIR1.5NPTE... 1.63 11 1.5
5CB 8 3JIRNPTE... 238 11 15
M+ Style Multils
Insert Size Pitch  Teeth Ordering Code Dimensions mm Anvil
IC L mm tpi RH h min X Y RH Toolholder
3/8" 16 14 2 3IRTANPTF2M+... 1.35 20 3.0 YI3M AVR.-3
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NPTF (con't) Mini-V

Internal

30° | 30° Internal

Helix

rh
Y
g Toolholder face
AT

—>
i
Defined by: ANSI 1.2.3-1976 r
Tolerance class: Standard NPTF

Mini-V
Min. Thread lgtsyelg Pitch Ordering Code Dimensions mm Helix  Toolholder
tpi RH d T F Y hmin  Deg.
1/4"-18NPTF V08 18 VO8TH18NPTFR... 6 3.8 4.64 09 1.0 20 VO8-...
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NPTF (con't MINIPRO
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Internal

IC50L

Internal

Defined by: ANSI B1.20.3-1976
Tolerance class: Standard NPTF

Mini-3 Standard

Insert Size Pitch Ordering Code Dimensions mm Min. Bore Dia.
ICmm  Lmm tpi RH LH h min Y F mm Toolholder
4.0 6 27 4.0KIR27NPTF...  4.0KIL27NPTF..  0.64 0.6 3.6 6.25 NVR.5-4.0K (LH)
- . 27 5.0KIR27NPTF...  5.0KIL27NPTF..  0.64 0.6 47 - NVRC 750K (LH)
18 5.0KIR18NPTF..  5.0KILI8NPTF... 1.00 0.8
27 6.0IR27NPTF... 0.64 0.8 53

6.0 10 18 6.0IR18NPTF... 1.00 1.0 53 10.0 NVR1.-6.0
14 6.0IR14NPTF... 1.35 1.1 53

Left handed tool supplied by request (Example: 6.0IL27NPTF...).

Mini-L
Insert Size Pitch Ordering Code Dimensions mm Min. Bore Dia.
ICmm tpi RH LH h min Y F mm Toolholder
27 S5LIR27NPTEF... 0.64 0.8 4.65
5.0L 18 SLIRT8NPTF... 1.00 1.0 4.65 8.0 NVR 10.-5L
14 S5LIRT4NPTF... 1.35 1.1 4.65

Left handed tool supplied by request (Example: 5SLIL27NPTF...).

NPTF

Internal L

o
i'<

Internal

1°47"
External

Defined by: ANSI B1.20.3-1976
Tolerance class: Standard NPTF

RH-Double Ended

Micro - Double Ended

Insert Dia.  Pitch Ordering Code Dimensions mm Min. Bore Dia.
Thread d mm tpi RH L1 L F Y h min mm Toolholder
1/16"-27NPTF 27 6.0SIR27NPTF... 16 50 2.50 0.80 0.64
- 60 6.0 SMC.-6.0
1/4"-18NPTF 18 6.0SIR18NPTF... 16 50 2.50 1.00 1.00

Left handed tool supplied by request (Example: 6.0SIL18NPTF...).
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NPS

External / Internal

30° Internal

-

h
External
Defined by: USA NBS H28 (1957) External Standard Internal Standard
Tolerance class: Standard NPS
Standard - External
Insert Size Pitch Ordering Code Dimensions mm Anvil

IC L mm tpi RH LH h min X Y RH LH Toolholder
24 3ER24NPS... 3EL24NPS... 0.79 0.7 0.8
16 3ER16NPS.. 3EL16NPS... 1.21 0.8 1.1

3/g" ” 14 3ER14NPS.. 3EL14NPS.. 133 09 12 ve3 - AL-3(LH)
12 3ER12NPS.. 3EL12NPS... 1.63 1.1 14
1.5 3ERT1.5NPS... 3ELT1.5NPS... 1.71 11 1.5
9 3ERONPS... 3ELONPS... 2.20 12 1.6
8 4ERBNPS... 4EL8NPS... 246 1.3 19

1/2" 22 7 4ER7NPS... 4EL7NPS.. 2.82 1.6 23 YE4 Y4 AL.-4 (LH)
6 4ER6NPS.. 4ELONPS... 331 1.6 23

5/8" 27 5 5ER5NPS... SEL5NPS... 398 19 2.8 YE5 YI5 AL.-5 (LH)

Standard - Internal
Insert Size Pitch Ordering Code Dimensions mm Anvil

IC L mm tpi RH LH h min X Y RH LH Toolholder
24 3IR24NPS... 3IL24NPS.. 0.79 0.7 0.8
14 3IR14NPS.. 3ILT4NPS.. 133 09 1.2

3/8" 16 12 3IR12NPS... 3ILT2NPS... 1.63 11 14 YI3 YE3 AVR.-3 (LH)
1.5 3IRT1.5NPS... 3ILT1.5NPS... 1.71 11 1.5
9 3IRINPS... 3ILONPS... 220 12 16
8 4IR8NPS... 4IL8NPS... 246 13 19

1/2" 22 7 4IR7NPS... 4IL7NPS... 2.82 1.6 23 Y4 YE4 AVR.-4 (LH)
6 4IR6NPS... 4IL6NPS.. 331 1.6 23

5/8" 27 5 5IR5NPS.. SIL5NPS.. 398 19 28 YI5 YE5 AVR.-5 (LH)
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Contents Thread Turning Thread Milling MiniPro

Round (DIN 405)

External
kY RIS
X X
T 1
Internal s K
RO22104P  Tnter o f =
s o ©
Jiw N NS '
R023851P, = IC
External
Defined by: DIN 405 Standard F-Line
Tolerance class: 7h/7H
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
10 3ERT0RD... 3EL10RD... 1.27 1.1 1.2
3/8" 16 8 3ER8RD... 3EL8RD... 1.59 14 13 YE3 YI3 AL.-3 (LH)
6 3ER6RD... 3EL6RD... 212 1.5 17
6 4ER6RD... 4EL6RD... 2.12 1.5 1.7
172" 22 YE4 Yl4 AL.-4 (LH)
4 4ER4RD... 4EL4RD... 318 2.2 2.3
6 4FERGRD... 2.12 1.5 1.7
1/2"F 23 YE4F AL..-4F
4 4FER4RD... 318 2.2 2.3
5/8" 27 4 S5ER4RD... SEL4RD... 3.18 2.2 23 YES YI5 AL.-5 (LH)
FLINE
Internal y
Lot ~
I -
R0.22104P Internal Nt T
; 7 3 -
N O L
) \ 7
LW D
R023851P IC I
External
Defined by: DIN 405 Standard
Tolerance class: 7h/7H
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
10 3IR10RD... 3IL10RD... 1.27 1.1 1.2
3/8" 16 8 3IR8RD... 3IL8RD... 1.59 14 14 Yi3 YE3 AVR..-3 (LH)
6 3IR6RD... 3IL6RD... 212 14 1.5
6 4IR6RD... 4IL6RD... 2.12 1.5 1.7
172" 22 Y14 YE4 AVR.-4 (LH)
4 4IR4RD... 41L4RD... 318 2.2 2.3
6 4FIR6RD... 2.2 1.5 1.7
1/2"F 23 YI4F AVRC..-4F
4 4FIR4RD... 318 2.2 2.3
5/8" 27 4 5IR4RD... 5IL4RD... 3.18 2.2 23 Y15 YES AVR.-5 (LH)
FLINE
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Round (DIN 20400)

Thread Milling MiniPro
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External

R0.22104P

Internal
30°

=<

; o)
kY \ 4
il A
R0.23851 IC
R0.22104P External
Defined by: DIN 20400 Standard F-Line U Style
Tolerance class: Standard
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm mm RH LH h min X Y RH LH Toolholder
3.0 4ER3.0RD20400.. 4EL3.0RD20400... 1.65 13 1.7
40 4ER4.0RD20400.. 4EL4.0RD20400... 2.20 1.6 2.2
172" 22 YE4 Y4 AL.-4 (LH)
50  4ER5.0RD20400.. 4EL5.0RD20400... 2.75 14 1.7
6.0  4ER6.0RD20400.. 4EL6.0RD20400... 3.30 1.7 2.1
30  4FER3.0RD20400... 1.65 1.3 1.7
40  4FER4.0RD20400.. 2.2 1.6 2.2
1/2"F 23 YE4F AL..-4F
50  4FER5.0RD20400... 2.75 14 1.7
FLINE 60  4FER6.0RD20400... 33 17 2
U Style
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm mm RH+LH h min X Y RH LH Toolholder
5/8"U 27 8.0 5UEI8.0RD20400... 4.4 29 135 YESU  YISU AL.-5U (LH)
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Round (DIN 20400) (con'y MEGALINE
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External

R0.22104P

R023851P

R0.22104P External

Internal
30°

<=

Defined by: DIN 20400 Mega Line
Tolerance class: Standard

External
Insert Size Pitch Ordering Code Dimensions mm Number of Passes
0.07mm-Min.  0.15mm-Max.
IC L mm mm RH h min X Y Depth of Cut ~ Depth of Cut
(On radius) (On radius)
100 SMGER10.0RD20400... 550 412 78 36
5/8"MG 27 120 SMGER12.0RD20400... 660 539 113 93 43
16.0 5MGER16.0RD20400... 880 492 124 58
External Toolholders for Round (DIN 20400) MEGZALINE
®
)
H
B
External Spare Parts
Insert Ordering Code Dimensions mm Threa(j(hlﬁiigTﬁ;ir)Range /
RH H=B=H1 F L1 L2 Insert Screw Torx Key
NL25-5MG10RD 25 16.5 155
5MGER10.0RD20400... NL32-5MG10RD 32 235 175 22 (RD132-170)x10
NL40-5MG10RD 40 315 205
NL25-5MG12RD 25 16.5 155
5MGER12.0RD20400... NL32-5MG12RD 32 235 175 22 (RD180-224)x12 S5MG KeT
NL40-5MG12RD 40 31.5 205
NL25-5MG16RD 25 16.5 155
5MGER16.0RD20400... NL32-5MG16RD 32 235 175 22 (RD236-300)x16
NL40-5MG16RD 40 315 205

I Recommended thread infeed method for Mega Line: Flank or Modified Flank 1°.
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Round (DlN 20400) (con't)

Internal

!
x
<

R0.22104P

R0.23851P

R0.22104P External

Internal
30°

— —

<=

Defined by: DIN 20400 Standard F-Line U Style
Tolerance class: Standard

Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm mm RH LH h min X Y RH LH Toolholder
30 4IR3.0RD20400... 41L3.0RD20400...  1.65 13 1.7
e % 4.0 4IR4.0RD20400... 41L4.0RD20400..  2.20 1.6 2.2 via - AVR.4 (LH)
50 4IR5.0RD20400... 41L5.0RD20400.. 275 14 1.7
6.0  4IR6.0RD20400.. 4L6.0RD20400.. 330 1.7 2.1
30 4FIR3.0RD20400... 1.65 13 1.7
VPF » 4.0 4FIR4.0RD20400... 2.2 1.6 2.2 VIE AVRC..4F
50 4FIR5.0RD20400... 2.75 14 1.7
ELINE 6.0 4FIR6.0RD20400... 33 1.7 2.1
U Style
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm mm RH+LH h min X Y RH LH Toolholder
5/8"U 27 8.0 5UEI8.0RD20400... 4.4 29 135 YISU  YE5U AVR.-5U (LH)
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Contents Thread Turning Thread Milling MiniPro

Round (DlN 20400) (con't)

MEGALINE

Internal

R0.22104P

<>

R0.22104P

Internal
30°

R0.23851

External

Defined by: DIN 20400
Tolerance class: Standard

Mega Line

Internal

Insert Size Pitch Ordering Code Dimensions mm Number of Passes
0.07mm-Min.  0.15mm-Max.
IC L mm mm RH h min X Y Depth of Cut Depth of Cut
(On radius) (On radius)
10.0 5MGIR10.0RD20400... 5.50 412 78 36
5/8" MG 27 12.0 5MGIR12.0RD20400... 660 539 104 93 43
16.0 5MGIR16.0RD20400... 8.80 4.92 124 58
Internal Toolholders for Round (DIN 20400) MEGALINE

D1
D
| £ E = A
F
L1 (max)
L

Internal Spare Parts
Insert Ordering Code Dimensions mm Bor;/g%ia. Thread(r\liiig.rp’\ig%Range /
i b L (rrll_;x) 2 F ey Chipsrr\]/?artterial ChipL?\)/\na%eriaI lSréSrg\r/\t/ Torx Key

NVRC40-5MGIORD 36 2325 100 40 397 415

5MGIR10.0RD20400... NVRC50-5MGIORD 46 2575 125 50 49.7 465 122 (RD132-170)x10 (RD132-170)x10
NVRC60-5SMGIORD 57 2825 150 60 597 515
NVRC40-5MG12RD 36 2325 100 40 397 415

5MGIR12.0RD20400.. NVRC50-5MGI2RD 46 2575 125 50 49.7 465 168  (RD180-224)x12 (RD180-224)x12 |  S5MG KeT
NVRC60-5MG12RD 57 2825 150 60 597 515
NVRC40-5MG16RD 36 2325 100 40 397 415

5MGIR16.0RD20400... NVRC50-5MGI6RD 46 2575 125 50 49.7 465 220 (RD236-300)x16 (RD236-300)x16
NVRC60-5SMGI6RD 57 2825 150 60 597 515

I Recommended thread infeed method for Mega Line: Flank or Modified Flank 1°.
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Contents Thread Turning Thread Milling MiniPro

Trapez
External Y
X
i
° Internal K
: O
h N2
IC
External
Defined by: DIN 103 Standard F-Line
Tolerance class: 7e/7H
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm mm RH LH h min X Y RH LH Toolholder
1/4" 11 1.5 2ER1.5TR... 2EL1.5TR... 0.90 0.8 09 - = NL.-2 (LH)
1.5 3ER1.5TR... 3ELT.5TR... 0.90 1.0 1.1
2.0 3ER2.0TR... 3EL2.0TR... 1.25 11 1.3
3/8" 16 YE3 Y13 AL.-3 (LH)
25 3ER2.5TR... 3EL2.5TR... 1.55 1.2 14
30 3ER3.0TR... 3EL3.0TR... 1.75 1.3 1.5
4.0 4ER4.0TR... 4EL4.0TR... 2.25 1.7 19
172" 22 50 4ER5.0TR... 4EL5.0TR... 2.75 2.1 2.5 YE4 Yi4 AL.-4 (LH)
6.0 4ER6.0TR... 4EL6.0TR... 3.50 23 2.7
4.0 4FER4.0TR... 2.25 1.7 19
1/2"F 23 5.0 4FERS5.0TR... 2.75 2.1 2.5 YE4F AL..-4F
ELINE 6.0 4FER6.0TR... 3.50 23 2.7
5/8" 27 6.0 SER6.0TR... S5EL6.0TR... 3.50 23 2.7 YE5 YI5 AL.-5 (LH)
U Style
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm mm RH+LH h min X Y RH LH Toolholder
6.0 4UE6.0TR... 3.50 2.0 11.0
1/2"U 22 70 4UE7.0TR... 4.00 2.3 11.0 YE4U  YI4U AL.-4U (LH)
8.0 4UE8.0TR... 4.50 2.6 1.0
8.0 SUE8.0TR... 4.50 2.6 13.7
5/8"U 27 YE5U  YI5U AL.-5U (LH)
9.0 SUE9.0TR... 5.00 30 13.7
V Style
Insert Size Pitch Ordering Code Dimensions mm
IC L mm mm RH LH h min X Y T Toolholder
6.0 S5VER6.0TR... 5VEL6.0TR... 3.50 1.0 33 6
70 5VER7.0TR... SVEL7.0TR... 4.00 1.0 33 6 NL.-5V-6 (LH)
8.0 S5VER8.0TR... SVEL8.0TR... 4.50 1.0 33 6
5/8"V 27
9.0 S5VER9.OTR... 5VEL9.0TR... 5.00 1.0 4.3 8
NL.-5V-8 (LH)
10.0 5VER10.0TR... S5VEL10.0TR... 5.50 1.0 43 8
12.0 S5VER12.0TR... 5VEL12.0TR... 6.50 1.0 5.2 10 NL.-5V-10 (LH)
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Trapez (con't) MEGALINE
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External

30° Internal

h

External

Defined by: DIN 103

Tolerance class: 7e/7H Mega Line
External
Insert Size Pitch Ordering Code Dimensions mm Number of Passes
0.07mm-Min.  0.15mm-Max.
IC L mm mm RH h min X Y Depth of Cut Depth of Cut
(On radius) (On radius)
12.0 5MGER12.0TR... 6.5 5.38 94 44
14.0 5MGER14.0TR... 8.0 438 115 54
16.0 5MGER16.0TR... 9.0 538 129 60
5/8" MG 27 11.3
18.0 5MGER18.0TR... 10.0 538 143 67
20.0 5MGER20.0TR... 11.0 738 158 74
24.0 5MGER24.0TR... 13.0 738 186 87

I Recommended thread infeed method for Mega Line: Flank or Modified Flank 1°.
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External Toolholders for Trapez MEGALINE
f f
H1 H
F 2
L2
L1

External Spare Parts
Insert Ordering Code Dimensions mm Thread(,\%ig'r_n'\%%Range »
RH H=B=H1 F L1 L2 Insert Screw Torx Key
NL25-5MG12TR 25 16.5 155
5MGER12.0TR... NL32-5MGI12TR 32 235 175 22 (TR44-300)x12
NL40-5MG12TR 40 315 205
NL25-5MG14TR 25 16.5 155
SMGER14.0TR... NL32-5MG14TR 32 235 175 22 (TR55-145)x14
NL40-5MGT14TR 40 315 205
NL25-5MG16TR 25 16.5 155
SMGER16.0TR... NL32-5MG16TR 32 235 175 22 (TR65-175)x16
NL40-5MG16TR 40 315 205
NL25-5MG18TR 25 16.5 155 25MG T
SMGER18.0TR... NL32-5MGI18TR 32 235 175 22 (TR85-200)x18
NL40-5MG18TR 40 31.5 205
NL25-5MG20TR 25 16.5 155
S5MGER20.0TR... NL32-5MG20TR 32 235 175 22 (TR100-230)x20
NL40-5MG20TR 40 31.5 205
NL25-5MG24TR 25 16.5 155
S5MGER24.0TR... NL32-5MG24TR 32 235 175 22 (TR135-300)x24
NL40-5MG24TR 40 315 205

I Recommended thread infeed method for Mega Line: Flank or Modified Flank 1°.
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Thread Milling  MiniPro

Contents Thread Turning

Trapez (con'
Internal
Y |[e—
X
&
30° Internal J T
h O
IC
External
Defined by: DIN 103 Standard F-Line U Style
Tolerance class: 7e/7H
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm mm RH LH h min X Y RH LH Toolholder
1/4" 1 1.5 2IR1.5TR... 2IL1.5TR... 0.90 0.8 09 - - NVR 8-2 (LH)
1.5 3IR1.5TR... 3IL1.5TR... 0.90 1.0 1.1
20 3IR2.0TR... 3IL2.0TR... 1.25 1.1 13
3/8" 16 YI3 YE3 AVR.-3 (LH)
2.5 3IR2.5TR... 3IL2.5TR... 1.53 1.2 14
3.0 3IR3.0TR... 3IL3.0TR... 1.75 1.3 1.5
40 4IR4.0TR.. 41L4.0TR... 2.25 1.7 19
1/2" 22 50 4IR5.0TR... 4IL5.0TR... 2.75 2.1 2.5 Y4 YE4 AVR.-4 (LH)
6.0 4|R6.0TR... 41L6.0TR... 3.50 23 27
4.0 4FIR4.0TR... 2.25 17 19
1/2"F 23 5.0 4FIR5.0TR... 2.75 2.1 2.5 YI4F AVRC..-4F
FLINE 6.0 4FIR6.0TR... 35 23 2.7
5/8" 27 6.0 5IR6.0TR... 51L6.0TR... 3.50 23 27 YI5 YE5 AVR.-5 (LH)
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Contents Thread Turning

Trapez (con't

Thread Milling MiniPro

Internal

30° Internal

h

External

Defined by: DIN 103
Tolerance class: 7e/7H

Coarse Pitch

U Style Coarse Pitch

Coarse Pitch RH

Thread Insert Size Ordering Code Dimensions mm Min Bore Dia.

IC L mm RH h min X Y Toolholder RH mm
TR18x4 3/8'U 16 3UIR4.0TR...158/013 225 210 8.0 NVRC11-3U-156/020 14.0
TR20x4  3/8" 16 3IR4.0TR...158/012 225 153 19 NVRC13-3-156/006 16.0
TR22x5 3UIR5.0TR...158/011 275 1.56 8.0 NVRC14-3U-156/018 170
TR24x5 3/8"U 16 3UIR5.0TR...158/011 275 1.56 8.0 NVRC15-3U-156/019 19.0
TR26x5 3UIR5.0TR...158/011 2.75 1.56 8.0 NVRC15-3U-156/019 21.0
TR28x5 1/2" 22 4IR5.0TR... 2.75 2.30 27 NVRC20-4-156/008 23.0
TR30x6 1/2"U 22 4UIR6.0TR...158/007 3.50 194 1.0 NVRC20-4U-156/011 24.0
TR36x6 5/8" 27 5IR6.0TR... 350 230 2.7 NVRC25-5-156/012 30.0
TR38x7 4UIR7.0TR...158/008 400 227 1.0 NVRC25-4U-156/013 31.0
TRA0X7 ) 4UIR7.0TR...158/008 400 227 1.0 NVRC25-4U-156/013 33.0
TR42x7 12y 22 4UIR7.0TR...158/008 400 227 1.0 NVRC32-4U-156/014 350
TR44x7 4UIR7.0TR...158/008 400 227 11.0 NVRC32-4U-156/014 370
TR46x8 5UIR8.0TR...158/010 450 259 13.5 NVRC32-5U-156/015 38.0
TR48x8 ) 5UIR8.0TR...158/010 450 259 13.5 NVRC32-5U-156/015 40.0
TR50x8 8 2/ 5UIR8.0TR...158/010 450 259 13.5 NVRC32-5U-156/015 420
TR52x8 5UIR8.0TR...158/010 450 259 13.5 NVRC32-5U-156/015 440

Coarse Pitch LH
Thread Insert Size Ordering Code Dimensions mm Min Bore Dia.

IC L mm LH h min X Y Toolholder LH mm
TR18x4  3/8"U 16 3UIR4.0TR..158/013 225 210 8.0 NVRC11-3ULH-156/029 14.0
TR20x4  3/8" 16 3/L4.0TR..158/015 225 1.53 19 NVRC13-3LH-156/028 16.0
TR22x5 3UIR5.0TR...158/011 275 1.56 8.0 NVRC14-3ULH-156/030 170
TR24x5  3/8"U 16 3UIR5.0TR...158/011 275 1.56 8.0 NVRC15-3ULH-156/031 19.0
TR26X5 3UIR5.0TR...158/011 2.75 1.56 8.0 NVRC15-3ULH-156/031 21.0
TR28x5 172" 22 4IL5.0TR... 275 230 27 NVRC20-4LH-156/024 23.0
TR30x6  1/2"U 22 4UIR6.0TR...158/007 350 194 1.0 NVRC20-4ULH-156/021 24.0
TR36x6  5/8" 27 5I1L6.0TR... 350 230 27 NVRC25-5LH-156/017 30.0
TR38x7 4UIR7.0TR...158/008 400 227 1.0 NVRC25-4ULH-156/032 310
TR40x7 /2" 5 4UIR7.0TR...158/008 400 227 11.0 NVRC25-4ULH-156/032 33.0
TR42x7 4UIR7.0TR...158/008 400 227 11.0 NVRC32-4ULH-156/022 35.0
TR44x7 4UIR7.0TR...158/008 400 227 1.0 NVRC32-4ULH-156/022 370
TR46x8 5UIR8.0TR...158/010 450 259 13.5 NVRC32-5ULH-156/027 38.0
TR48x8 5/ - 5UIR8.0TR...158/010 450 259 13.5 NVRC32-5ULH-156/027 40.0
TR50%8 5UIR8.0TR...158/010 450 259 13.5 NVRC32-5ULH-156/027 420
TR52x8 5UIR8.0TR...158/010 450 259 13.5 NVRC32-5ULH-156/027 440

I U Type RH inserts can be used for both LH and RH applications.
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Trapez con'
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Internal

30° Interna
R
h

External

Defined by: DIN 103
Tolerance class: 7e/7H

U Style
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm mm RH+LH h min X Y RH LH Toolholder
6.0 4U16.0TR... 3.50 2.0 11.0
1/2"U 22 70 4U17.0TR... 4.00 23 11.0  YI4U  YE4U AVR.-4U (LH)
8.0 4UI18.0TR... 4.50 26 11.0
8.0 SUIB.OTR.. 450 26 137
5/8"U 27 YI5U YESU AVR.-5U (LH)
9.0 5U19.0TR... 5.00 3.0 13.7
V Style
Insert Size Pitch  Ordering Code Dimensions mm
IC L mm mm RH LH h min X Y T Toolholder
6.0 5VIR6.0TR... 5VIL6.0TR... 3.50 1.0 33 6
70 SVIR7.0TR... 5VIL7.0TR... 4.00 1.0 33 6
8.0 5VIR8.0TR... 5VIL8.0TR... 4.50 1.0 33 6
5/8"V 27 NVR.-5V (LH)
9.0 5VIR9.0TR... 5VIL9.0TR... 5.00 1.0 43 8
10.0 5VIR10.0TR... 5VIL10.0TR... 5.50 1.0 43 8
12.0 5VIR12.0TR... 5VIL12.0TR... 6.50 1.0 52 10
Trapez MEGALINE
Internal

30°  Internal

External

Defined by: DIN 103

Tolerance class: 7e/7H Mega Line
Internal
Insert Size Pitch Ordering Code Dimensions mm Number of Passes
0.07/mm-Min.  0.15mm-Max.
IC L mm mm RH h min X Y Depth of Cut Depth of Cut
(On radius) (On radius)
12.0 SMGIR12.0TR... 6.5 5.38 96 45
14.0 SMGIR14.0TR... 8.0 4.38 118 55
16.0 SMGIR16.0TR... 9.0 5.38 131 61
5/8" MG 27 104
18.0 SMGIR18.0TR... 10.0 5.38 145 68
20.0 5MGIR20.0TR... 11.0 7.38 160 75
24.0 5MGIR24.0TR... 13.0 7.38 188 88

I Recommended thread infeed method for Mega Line: Flank or Modified Flank 1°.
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MEGALINE

L1 (max)

L

AN
Q.

Internal Spare Parts
Insert Ordering Code Dimensions mm Bor;/éi%ia. Thread(’\I/DHig'r:n,\j:‘\;iSRange /
- e L (r'rll_;x) L 2 £ mm Chisrh]/?artterial ChipL?Ag%erial lSréSrg\r/E [t
NVRC40-5MG12TR 36 2325 100 40 397 415 73 (TR85-300)x12  (TR85-300)x12
SMGIR12.0TR... NVRC50-5MGI12TR 46 2575 125 50 497 465 73 (TR85-300)x12  (TR95-300)x12
NVRC60-5MG12TR 57 282.5 150 60 597 515 83 (TR95-300)x12  (TR105-300)x12
NVRC40-5MG14TR 36 2325 100 40 397 415 101 (TR115-145)x14  (TR115- 145)><14
5MGIR14.0TR... NVRC50-5SMG14TR 46 2575 125 50 49.7 465 101 (TR115-145)x14  (TR115-145)x1
NVRC60-5MG14TR 57 2825 150 60 59.7 515 101 (TR115-145)x14  (TR115- 145))(14
NVRC40-5MG16TR 36 2325 100 40 397 415 64 (TR80-175)x16  (TR150-175)x16
5MGIR16.0TR... NVRC50-5MGI6TR 46 2575 125 50 49.7 465 134 (TR150-175)x16  (TR150-175)x16
NVRC60-5MGI16TR 57 282.5 150 60 597 515 134 (TR150-175)x16  (TR150-175)x16 SIMG K6T
NVRC40-5MG18TR 36 2325 100 40 397 415 72 (TR85-200)x18  (TR90-200)x18
5MGIR18.0TR... NVRC50-5MG18TR 46 2575 125 50 49.7 465 72 (TR90-200)x18  (TR180 200)><18
NVRC60-5MGI8TR 57 2825 150 60 597 515 162 (TR180-200)x18 (TR180-200)x1
NVRC40-5MG20TR 36 2325 100 40 397 415 80 (TR100-230)x20 (TR100 230))(20
5MGIR20.0TR... NVRC50-5MG20TR 46 2575 125 50 49.7 465 80 (TR100-230)x20  (TR100-230)x20
NVRC60-5MG20TR 57 2825 150 60 59.7 515 85 (TR105-230)x20  (TR210-230)x20
NVRC40-5MG24TR 36 2325 100 40 397 415 m (TR135-300)x24  (TR135-300)x24
5MGIR24.0TR... NVRC50-5MG24TR 46 2575 125 50 49.7 465 m (TR135-300)x24  (TR135-300)x24
NVRC60-5MG24TR 57 2825 150 60 597 515 m (TR135-300)x24  (TR135-300)x24

I Recommended thread infeed method for Mega Line: Flank or Modified Flank 1°.

NEUMO Ehr

wvvarqus| 99

fo)
=
c
5
'_
o
©
o
<
<
'—




Contents Thread Turning Thread Milling MiniPro

Trapez (con'v Mini-V

o
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Internal

30° Internal

Heli®
External
Toolholder face
Defined by: DIN 103 r
Tolerance class: 7e/7H ‘ﬁ
Mini-V
Min. Thread lgtsﬁg Pitch Ordering Code Dimensions mm Helix  Toolholder
mm RH d T F Y hmin  Deg.
TR10x2.0 2.0 VO8TH2.0TRR... 4.79 09 1.25 35
———— V08 6 3.8 VO08-...
TR11x3.0 3.0 VO8TH3.0TRR... 495 1.18 1.75 5
TR16x4.0 V11 4.0 VI1TH4.0TRR... 8 4.2 6.53 1.55 2.25 4.5 V-
Trapez MINIPRO

Internal

Internal

30°

External

Defined by: DIN 103
Tolerance class: 7e/7H

Mini-3 Standard

Insert Size Pitch Ordering Code Dimensions mm Min. Bore Dia.
ICmm  Lmm mm RH LH h min Y F mm Toolholder
50 8 1.5 5.0KIR1.5TR... 5.0KILT.5TR... 0.85 0.7 4.7 7.8 NVRC 7-5.0K (LH)
1.5 6.0IR1.5TR... 0.85 0.85 53 10.0
6.0 10 NVRI1.-6.0
20 6.0IR2.0TR... 1.25 1.30 53 10.0

Left handed tool supplied by request (Example: 6.0IL1.5TR...).

Mini-3 U Style

Insert Size Pitch Ordering Code Dimensions mm Min. Bore Dia.
ICmm  Lmm mm RH+LH h min Y F mm Toolholder
5.0U 8 20 5.0KUI2TR... 1.25 4.0 5.7 9.0 NVRC 8-5.0KU (LH)
Mini-L
Insert Size Pitch Ordering Code Dimensions mm Min. Bore Dia.
IC mm mm RH LH h min Y F mm Toolholder
sl 1.5 S5LIRT.5TR... 0.85 0.85 4.65 8.0 NVR 10.-5L
2.0 5LIR2.0TR... 1.25 1.30 4.80 9.0

Left handed tool supplied by request (Example: 5LIL1.5TR...).

100 | VARDEX



Contents Thread Turning Thread Milling MiniPro

2
£
i
H =
American ACME o
'_

External

20° Internal
h

External

Defined by: ANSI B1.5:1988

Tolerance class: 3G Standard F-Line
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
1/4" " 16 2ER16ACME...  2EL16ACME... 092 1.0 1.1 - = NL.-2 (LH)
16 3ER16ACME...  3EL16ACME... 0.92 1.0 1.1
14 3ER14ACME... 3EL14ACME... 1.03 1.0 1.2
12 3ER12ACME...  3EL12ACME... 1.19 1.1 1.2
3/8" 16 10 3ER10ACME...  3ELT0ACME... 1.52 13 14 e s AL.-3 (LH)
8 3ERBACME... 3ELBACME... 1.84 14 1.5
7 3ER7ACME... 3EL7ACME... 2.08 19 2.2
6 3ER6ACME... 3EL6ACME... 2.37 1.7 19  YE3AC6 YI3AC6
7 4ER7ACME... 4EL7ACME... 2.08 19 2.2
172" 22 6 4ER6ACME... 4EL6ACME... 2.37 1.8 2.1 YE4 Y4 AL.-4 (LH)
5 4ER5ACME... 4EL5ACME... 2.79 2.0 23
6 4FER6ACME... 237 1.8 2.1
1/2"F 23 YE4F AL..-4F
FLINE 5 4FERSACME... 2.79 2 23
5/8" 27 4 SER4ACME... SEL4ACME... 343 24 2.7 YES YI5 AL.-5 (LH)
U Style
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH+LH h min X Y RH LH Toolholder
120 22 : AUEAACHE.. B2 10 ey vy AL-4UH)
3 4UE3ACME... 4.49 3.0 11.0
5/8"U 27 3 SUE3ACME... 449 3.0 13.7 YESU  YISU AL.-5U (LH)
V Style
Insert Size Pitch Ordering Code Dimensions mm
IC L mm tpi RH LH h min X Y T Toolholder
4 S5VER4ACME..  5VEL4ACME... 343 1.0 33 6
5/ - 3.5 S5VER3.5ACME... 5VEL3.5ACME..  3.85 1.0 33 6 NL.-5V-6 (LH)
3 S5VER3ACME..  5VEL3ACME.. 4.49 1.0 33 6
2 SVER2ACME...  5VEL2ACME... 6.60 1.0 5.2 10 NL.-5V-10 (LH)
On Edge
Insert Size Pitch Ordering Code Dimensions mm
IC L mm tpi RH h min T acC X Y
12 TNEC43EI12ACME... 1.19
10 TNEC43EIT0ACME... 1.52
172" 22 8 TNEC43EIBACME... 1.83 4.76 5.2 24
6 TNEC43EI6ACME... 2.36
4 TNEC43EI4ACME... 343 0>
4 TNEC54EI4ACME... 343
5/8" 27 6.35 6.5 3.2
3 TNEC54EI3ACME... 4.50
3/4" 32 2 TNEC56EI2ACME... 6.60 9.53 8.0 4.8

On Edge inserts are suited to existing toolholders on the market.
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American ACME (con MEGALINE
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External

Internal

29
h

External

Defined by: ANSI B1.5:1988 Mega Line
Tolerance class: 3G

External
Insert Size Pitch Ordering Code Dimensions mm Number of Passes
0.07mm-Min.  0.15mm-Max.
IC L mm tpi RH h min X Y Depth of Cut Depth of Cut
(On radius) (On radius)
2 SMGER2ACME... 6.60 4.81 95 44
11/2 S5MGER1-1/2ACME... 8.72 5.81 125 58
5/8" MG 27 1.3
11/3 5MGER1-1/3ACME... 9.78 6.81 140 65
1 SMGERTACME... 1295 831 186 87
External Toolholders for American ACME MEGALINE
_ﬁr
H1 H
)
j
F B
L2
L1
External Spare Parts
Insert Ordering Code Dimensions Threac:!r\l/D‘iigT’\jgiT)Range ,
RH H=B=H1 F L1 L2 Insert Screw Torx Key
NL25-5MG2ACME 25 16.5 155
5MGER2ACME... NL32-5MG2ACME 32 235 175 22 (3"-5")-2ACME
NL40-5MG2ACME 40 315 205
NL25-5MG1-1/2ACME 25 16.5 155
S5MGER1-1/2ACME...  NL32-5MG1-1/2ACME 32 235 175 22 (3"-5")-1 1/2ACME
NL40-5MG1-1/2ACME 40 31.5 205
S5MG KeT
NL25-5MG1-1/3ACME 25 16.5 155
5MGER1-1/3ACME... ' NL32-5MG1-1/3ACME 32 23.5 175 22 (3"-5")-1 1/3ACME
NL40-5MG1-1/3ACME 40 315 205
NL25-5SMGTIACME 25 16.5 155
S5MGERTACME... NL32-5MG1ACME 32 235 175 22 (3.5"-5")-1ACME
NL40-SMGIACME 40 315 205

I Recommended thread infeed method for Mega Line: Flank or Modified Flank 1°.
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American ACME (conv

Internal
Y |[e—
X
2
29 Internal e T
h O
IC
External
Defined by: ANSI B1.5:1988 Standard F-Line
Tolerance class: 3G
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
1/4" 1 16 2IR16ACME... 2ILT6ACME... 092 09 09 - - NVR..-2 (LH)
16 3IR16ACME... 3ILIGACME... 092 1.0 1.1
14 3IRT4ACME... 3ILT4ACME... 1.03 1.1 12
12 3IR12ACME... 3IL12ACME... 119 1.2 13 Y3 YE3
3/8" 16 AVR.-3 (LH)
10 3IRT0ACME... 3IL10ACME... 1.52 1.2 13
8 3IR8ACME... 3ILBACME... 1.84 14 1.5
6 3IR6ACME... 3IL6ACME... 237 1.6 19 YI3AC6 YE3AC6
6 4IR6ACME... 4|L6ACME... 237 1.8 2.1
1/2" 22 Y4 YE4 AVR.-4 (LH)
5 4IR5ACME... 4IL5ACME... 2.79 20 23
6 4FIR6ACME... 237 1.8 2.1
1/2"F 23 YI4F AVRC..-4F
FLINE 5 4FIRSACME... 2.79 2.0
5/8" 27 4 S5IR4AACME... 5ILAACME... 343 23 26 YI5 YE5 AVR.-5 (LH)
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American ACME (con't
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Internal

Internal

29°
¥y

External

Defined by: ANSI B1.5:1988 Standard U Style
Tolerance class: 3G

Coarse Pitch RH

Thread Insert Size Ordering Code Dimensions mm Anvil Min Bore Dia.
tpi IC L mm RH hmin X Y RH Toolholder RH mm
1/2"x10  6.0U 10 6.0UIR10ACME..158/005 152 1.0 5.2 - NVRC8-6.0U-156/003 10.16
5/8"x8 1/4"U 1 2UIR8ACME...158/006 1.84 1.0 5.5 - NVRC10-2U-156/004 12.70
3/4"x6 378" 1 3IR6ACME... 237 17 1.8 - NVRCI11-3-156/005 14.82
7/8"x6 3IR6ACME... 237 17 1.8 - NVRCI13-3-156/006 18.42
1"X5 4IRSACME... 279 20 2.3 - NVRC17-4-156/007 20.32
11/8"x5 172" 22 4IR5ACME... 279 20 23 - NVRC20-4-156/008 24.00
1 1/4'%5 4IR5ACME... 279 20 23 - NVRC20-4-156/009 2718
11/2"x4 5/g" . 5IR4ACME... 343 23 26 - NVRC28-5-156/010 32.38
1.3/4"x4 5IR4ACME... 343 23 26 YI5-1P AVRC32-5 38.74

Coarse Pitch LH

Thread Insert Size Ordering Code Dimensions mm Anvil Min Bore Dia.
tpi IC L mm LH hmin X Y LH Toolholder LH mm
1/2"x10 6.0V 10 6.0UIR10ACME...158/005 152 1.0 5.2 - NVRC8-6.0ULH-156/037 10.16
5/8"x8 1/4"U il 2UIR8ACME...158/006 1.84 10 55 - NVRC 10-2ULH-156/038 12.70
3/4"%6 ) 3IL6ACME... 237 17 1.8 - NVRC 11-3LH-156/025 14.82
7/8"%6 I8 0 3IL6ACME... 237 17 1.8 - NVRC 13-3LH-156/028 18.42
1"x5 4IL5ACME... 279 20 2.3 - NVRC 17-4LH-156/023 20.32
11/8'x5 172" 22 4IL5ACME... 279 20 2.3 - NVRC 20-4LH-156/024 24.00
1 1/4"X5 4IL5ACME... 279 20 2.3 - NVRC 20-4LH-156/033 2718
11/2"%4 , SIL4ACME... 343 23 2.6 - NVRC 28-5LH-156/034 3238
13/4"x4 o8 = SIL4ACME... 343 23 26 YE5-1P AVRC 32-5LH 38.74

U Type RH Inserts Can Be Used for Both LH and RH Applications.

U Style
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH+LH h min X Y RH LH Toolholder
4 4UI4ACME... 343 2.3 1.0
1/2"U 22 YI4U  YE4U AVR.-4U (LH)
3 4UI3ACME... 4.49 29 1.0
5/8"U 27 3 SUIBACME... 4.49 29 137 YI5U  YESU AVR..-5U(LH)
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American ACME (conv

Internal

Internal

29°

External

Defined by: ANSI B1.5:1988
Tolerance class: 3G

V Style
Insert Size Pitch Ordering Code Dimensions mm
IC L mm tpi RH LH h min X Y T Toolholder
4 S5VIR4ACME... SVILAACME... 343 1.0 33 6
5/ . 3.5 5VIR3.5ACME...  5VIL3.5ACME... 3.85 1.0 33 6 NVRL-5V (LH)
3 5VIR3ACME..  5VIL3ACME... 449 1.0 33 6
2 S5VIR2ACME... SVIL2ACME... 6.60 1.0 5.2 10
On Edge
Insert Size Pitch Ordering Code Dimensions mm
IC L mm tpi RH h min T acC X Y
12 TNEC43EI12ACME... 1.19
10 TNEC43EIT0ACME... 1.52
1/2" 22 8 TNEC43EIBACME... 1.83 4.76 5.2 24
6 TNEC43EI6ACME... 2.36
4 TNEC43EI4ACME... 343 0>
58" o 4 TNEC54EI4ACME... 343 635 - .
3 TNEC54EI3ACME... 4.50
3/4" 32 2 TNEC56ERACME... 6.60 9.53 8.0 4.8

On Edge inserts are suited to existing toolholders on the market.

Tinvargus| 1os |

fo)
=
c
5
'_
o
©
153
<
<
'—




o)
=
c
5
l_
o
©
]
g
<
'—

Contents Thread Turning Thread Milling MiniPro

American ACME (cont

MINIPRO

Internal

Internal

29°

External

Defined by: ANSI B1.5:1988
Tolerance class: 3G

Mega Line

Internal

Insert Size Pitch Ordering Code Dimensions mm Number of Passes

0.07/mm-Min.  0.15mm-Max.

IC L mm tpi RH h min X Y Depth of Cut Depth of Cut

(On radius) (On radius)
2 SMGIR2ACME... 6.54 4.81 94 44
11/2 5MGIR1-1/2ACME... 8.55 5.81 124 58
5/8" MG 27 104
11/3 5MGIR1-1/3ACME... 9.56 6.81 139 65
1 SMGIRTACME... 1257 831 184 86
| Internal Toolholders for American ACME MEGALINE

i
]

D1

L1 (max)

D
<€“ A

Internal Spare Parts
Insert Ordering Code Dimensions mm Bo’x\ei%ia. Thread(l\liiira].rp,\ﬁ;ilr)Range /
i S (mL;x) DB F o Chips Ilcllc;rtterial ChipL!?/lggt]erial Srew | ToncKey
NVRC40-5MG2ACME 36 2325100 40 397 415 635 (3"-5")-2ACME (3.5"-5")-2ACME
5MGIR2ACME... NVRC50-5MG2ACME 46 2575125 50 497 465 76.2 (3.5"-5")-2ACME (4"-5")-2ACME
NVRC60-5MG2ACME 57 2825150 60 597 515 889 (4"-5")-2ACME (4.5"-5")-2ACME
NVRC40-5MG1-1/2ACME 36 2325100 40 397 415 593 (3"-5")-11/2ACME ~ (3.5"-5")-1 1/2ACME
5MGIR1-1/2ACME... NVRC50-5MGI-1/2ACME 46 2575 125 50 497 465 720 (3.5"-5")-1 1/2ACME  (4"-5")-1 1/2ACME
NVRC60-5MGI-1/2ACME 57 282.5 150 60 59.7 515 847 (4"-5")-1 1/2ACME ~ (4.5"-5")-1 1/2ACME SEMG KeT
NVRC40-5MG1-1/3ACME 36 2325100 40 397 415 572 (3"-5")-1 1/3ACME ~ (3.5"-5")-1 1/3ACME
5MGIRT-1/3ACME... NVRC50-5MGI-1/3ACME 46 2575 125 50 497 465 699 (3.5"-5")-1 1/3ACME  (4.0"-5")-1 1/3ACME
NVRC60-5MG1-1/3ACME 57 282.5 150 60 59.7 515 82.6 (4.0"-5")-1 1/3ACME  (4.5"-5")-1 1/3ACME
NVRC40-5MG1ACME 36 2325100 40 397 415 635 (3.5"-5")-1ACME (4"-5")-1ACME
5SMGIRTACME... NVRC50-5MGIACME 46 2575125 50 497 465 76.2 (4"-5")-1ACME (4.5"-5")-TACME
NVRC60-5MGTACME 57 2825150 60 597 515 76.2 (4"-5")-1ACME (4.5"-5")-TACME

I Recommended thread infeed method for Mega Line: Flank or Modified Flank 1°.
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American ACME (cont MINIPRO g
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Internal

20° Internal
h
External

Defined by: ANSI B1.5:1988
Tolerance class: 3G

Mini-3 Standard

Insert Size Pitch Ordering Code Dimensions mm Min. Bore Dia.
ICmm  Lmm tpi RH LH h min Y F mm Toolholder
50 8 16 5.0KIR16ACME... 5.0KILTBACME.. 092 0.7 47 7.8 NVRC 7-5.0K (LH)
6.0 10 12 6.0IR12ACME... 1.19 1.1 5.1 10.0 NVR1.-6.0

Left handed tool supplied by request (Example: 6.0IL12ACME...).

Mini-3 U Style

Insert Size Pitch Ordering Code Dimensions mm Min. Bore Dia.
ICmm  Lmm tpi RH+LH h min Y F mm Toolholder
14 5.0KUIN4ACME... 1.03
5.0U 8 12 5.0KUIN2ACME... 119 4.0 5.8 9.0 NVRC8-5.0KU (LH)
10 5.0KUINOACME... 152
Mini-L
Insert Size Pitch Ordering Code Dimensions mm Min. Bore Dia.
IC mm tpi RH LH h min Y F mm Toolholder
5.0L 12 SLIR12ACME... 119 11 442 8.0 NVR 10.-5L

Left handed tool supplied by request (Example: 5LILI2ACME...).
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American ACME (2G)
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External
29° Internal
h

External

Defined by: ANSI B1.5:1988

Tolerance class: 2G Standard F-Line
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
3/8" 1 10 3ER10ACME-2G... 3EL10ACME-2G.. 152 13 14 VE3 vis AL3(LH)
8 3ER8ACME-2G... 3EL8ACME-2G..  1.84 14 1.5
172" 22 5 4ER5ACME-2G... 4EL5ACME-2G.. 279 2.0 2.3 YE4 Yi4 AL.-4 (LH)
1/2"F 23 5 4FER5ACME-2G... 2.79 2.0 23 YE4F AL..-4F
FLINE
U Style
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH+LH h min X Y RH LH Toolholder
4 4UEAACME-2G... 343 23 1.0
1/2"U 22 35 4UE3.5ACME-2G... 3.85 26 1.0 YE4U  YI4U AL.-4U (LH)
3 4UE3ACME-2G... 4.49 30 1.0
V Style
Insert Size Pitch Ordering Code Dimensions mm
IC L mm tpi RH LH h min X Y T Toolholder
4 5VER4ACME-2G.. 5VEL4AACME-2G.. 343 1.0 33 6
5/8"V 27 3.5  5VER35ACME-2G.. 5VEL35ACME-2G..  3.85 1.0 33 6 NL.-5V-6 (LH)
3 5VER3ACME-2G... 5VEL3ACME-2G... 449 1.0 33 6
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X
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External
Defined by: ANSI B1.5:1988 1
Tolerance class: 2G Standard F-Line U Style V Style
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
10 3IR10ACME-2G... 3IL1I0ACME-2G... 1.52 1.2 1.3
3/8" 16 YI3 YE3 AVR..-3 (LH)
8 3IRBACME-2G... 3ILBACME-2G.. 184 14 1.5
172" 22 5 4IR5ACME-2G...  4IL5ACME-2G..  2.79 20 2.3 Y14 YE4 AVR.-4 (LH)
1/2"F 23 5 4FIR5ACME-2G... 2.79 2.0 2.3 YI4F AVRC..-4F
FLINE
U Style
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH+LH h min X Y RH LH Toolholder
4 4UI4ACME-2G... 343 2.3 1.0
1/2"U 22 3.5 4UI3.5ACME-2G... 3.85 2.6 11.0  YI4U  YE4AU  AVR.-4U (LH)
3 4UIBACME-2G... 449 29 11.0
V Style
Insert Size Pitch Ordering Code Dimensions mm
IC L mm tpi RH LH h min X Y T Toolholder
4 S5VIRAACME-2G... SVILAACME-2G... 343 1.0 33 6
5/8"V 27 35 5VIR3.5ACME-2G... 5VIL3.S5ACME-2G..  3.85 1.0 33 6 NVR.-5V (LH)
3 5VIR3ACME-2G... 5VIL3ACME-2G... 449 1.0 33 6
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External
Defined by: ANSI B1.8:1988 .
Tolerance class: 2G Standard F-Line
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
1/4" " 16 2ER16STACME... 2EL16STACME.. 0.60 1.0 1.0 - = NL.-2 (LH)
16 3ER16STACME... 3EL16STACME.. 0.60 1.0 1.0
14 3ER14STACME... 3EL14STACME.. 0.67 1.1 1.1
12 3ER12STACME... 3EL12STACME.. 076 1.2 1.2
3/8" 16 YE3 YI3 AL.-3 (LH)
10 3ER10STACME... 3ELIOSTACME.. 1.02 1.2 13
8 3ER8STACME... 3EL8STACME..  1.21 14 1.5
6 3ER6STACME...  3EL6STACME..  1.52 1.7 1.8
6 4ER6STACME... 4EL6STACME..  1.52 1.7 1.8
172" 22 5 4ERSSTACME... 4EL5STACME..  1.78 21 2.3 YE4 Yl4 AL.-4 (LH)
4 4ER4STACME... 4ELASTACME.. 216 23 23
6 4FER6STACME... 1.52 1.7 1.8
1/2"F 23 5 4FERSSTACME... 1.78 2.1 2.3 YE4F AL..-4F
4 4FERASTACME... 2.6 2.3 2.3
FLINE . . 4 SERASTACME.. SELASTACME.. 216 23 2 AL L)
3 S5ER3STACME... 5EL3STACME.. 279 29 29
U Style
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH+LH h min X Y RH LH Toolholder
4 4UE4STACME... 2.16 2.6 1.0
1/2"U 22 YE4U  YI4U AL.-4U (LH)
3 4UE3STACME... 2.79 34 1.0
V Style
Insert Size Pitch Ordering Code Dimensions mm
IC L mm tpi RH LH h min X Y T Toolholder
4 SVER4ASTACME... 5VELASTACME... 2.16 1.0 33 6
NL.-5V-6 (LH)
5/8"V 27 3 5VER3STACME... 5VEL3STACME.. 279 1.0 33 6
2 S5VER2STACME... 5VEL2STACME... 4.06 1.0 4.3 8 NL.-5V-8 (LH)
On Edge
Insert Size Pitch Ordering Code Dimensions mm
IC L mm tpi RH h min T @C X Y
12 TNEC32EI2STACME... 0.76
3/8" 16 10 TNEC32EINOSTACME... 1.02 318 3.8 1.0 1.6
8 TNEC32EIBSTACME... 1.22
12 TNECA43EI12STACME... 0.76
10 TNEC43EITOSTACME... 1.02
1/2" 22 8 TNEC43EIBSTACME... 1.22 476 5.2 05 24
6 TNEC43EI6STACME... 1.52
4 TNEC43EI4STACME... 2.16
5/8" 27 4 TNEC54EI4STACME... 2.16 6.35 6.5 3.2

On Edge inserts are suited to existing toolholders on the market.
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Stub ACME (con't MEGALINE
External
20° Internal
N I\
External
Defined by: ANSI B1.8:1988 X
Tolerance class: 2G Mega Line
External
Insert Size Pitch Ordering Code Dimensions mm Number of Passes
0.07mm-Min.  0.15mm-Max.
IC L mm tpi RH h min X Y Depth of Cut Depth of Cut
(On radius) (On radius)
5/8" MG 27 1 S5MGERISTACME... 7.87 9.51 1.3 13 53
II||| ‘I External Toolholders for Stub ACME MEGALINE
-
) )
H1 H
? 2

External Spare Parts
Insert Ordering Code Dimensions mm Thread(r\liiigr_n’ﬁ;ir)Range ,
RH H=B=H1 F L1 L2 Insert Screw Torx Key
NL25-5MGISTACME 25 16.5 155
5MGERTSTACME... - NL32-5MGISTACME 32 235 175 22 (3.5"-5")-1STACME S5MG KeT
NL40-5MGISTACME 40 315 205

I Recommended thread infeed method for Mega Line: Flank or Modified Flank 1°.
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g Stub ACME (cont)
Internal Lo s
S
29° Internal S =)
40
h 3 /
J IC
External
Defined by: ANSI B1.8:1988 Standard F-Line
Tolerance class: 2G
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
1/4" " 16 2IR16STACME...  2IL16STACME... 0.60 1.0 1.0 - = NVR.-2 (LH)
16 3IRT6STACME...  3IL16STACME... 0.60 1.0 1.0
14 3IR14STACME...  3IL14STACME... 0.67 11 11
12 3IR12STACME...  3IL12STACME... 0.76 1.1 1.2
3/8" 16 Yi3 YE3 AVR.-3 (LH)
10 3IRT0STACME...  3IL10STACME... 1.02 1.2 13
8 3IR8STACME...  3IL8STACME... 1.21 14 1.5
6 3IR6STACME...  3IL6STACME... 1.52 1.7 1.8
6 4|R6STACME...  4IL6STACME... 1.52 1.7 1.8
1/2" 22 5 4IR5STACME...  4IL5STACME... 1.78 21 2.3 Y4 YE4 AVR.-4 (LH)
4 4|RASTACME...  4ILASTACME... 2.16 23 2.3
6 4FIR6STACME... 1.52 1.7 1.8
1/2"F 23 5 4FIRSSTACME... 1.78 A 2.3 YI4F AVRC..-4F
FLINE 4 4FIRASTACME.. 216 23 23
4 5IR4STACME...  5IL4STACME... 2.16 23 24
5/8" 27 Y15 YES AVR.-5 (LH)
3 5IR3STACME...  5IL3STACME... 2.79 29 29
U Style
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH+LH h min X Y RH LH Toolholder
4 4UI4STACME... 2.16 2.5 1.0
1/2"U 22 Yi4U - YE4U AVR.-4U (LH)
3 4UI3STACME... 2.79 33 1.0
V Style
Insert Size Pitch Ordering Code Dimensions mm
IC L mm tpi RH LH h min X Y T Toolholder
4 SVIRASTACME...  5VILASTACME... 2.16 1.0 33 6
5/8"V 27 3 S5VIR3STACME... 5VIL3STACME... 2.79 1.0 33 6 NVR.-5V (LH)
2 5VIR2STACME...  5VIL2STACME... 4.06 1.0 4.3 8
On Edge
Insert Size Pitch Ordering Code Dimensions mm
IC L mm tpi RH h min T acC X Y
12 TNEC32EIN2STACME... 0.76
3/8" 16 10 TNEC32EINOSTACME... 1.02 3175 3.8 1 1.6
8 TNEC32EI8STACME... 1.22
12 TNEC43EI12STACME... 0.76
10 TNECA43EITOSTACME... 1.02
172" 22 8 TNEC43EIBSTACME... 1.22 4.76 5.2 05 24
6 TNEC43EI6STACME... 1.52
4 TNEC43EI4STACME... 216
5/8" 27 4 TNEC54EI4STACME... 2.6 6.35 6.5 3.2

On Edge inserts are suited to existing toolholders on the market.
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Stub ACME (con'y MEGALINE ¢

'_

Internal

29° Internal
N I\
External
Defined by: ANSI B1.8:1988 .
Tolerance class: 2G Mega Line
Internal
Insert Size Pitch Ordering Code Dimensions mm Number of Passes
0.07mm-Min.  0.15mm-Max.
IC L mm tpi RH h min X Y Depth of Cut Depth of Cut
(On radius) (On radius)
5/8" MG 27 1 SMGIR1STACME... 7.82 9.51 104 13 53
Internal Toolholders for Stub ACME MEGALINE

Internal Spare Parts
Insert Ordering Code Dimensions MinDiE?re Thread(r\liiig.rﬁr\ﬁ;ir)Range f
L1 Short Long Insert
i1 A L (max) vow mm Chip Material Chip Material Screw  1oTxKey

NVRC40-5MGISTACME 36 2325 100 40 397 415 737 (3.5"-5")-1STACME  (3.5"-5")-1STACME
5MGIR 1STACME... NVRC50-5MGISTACME 46 2575 125 50 497 465 737 (3.5-5")-1STACME  (4.0"-5")-1STACME S5MG K6T
NVRC60-5MGISTACME 57 2825 150 60 597 515 864 (40"-5")-1STACME  (4.5"-5")-1STACME

I Recommended thread infeed method for Mega Line: Flank or Modified Flank 1°.
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Contents Thread Turning Thread Milling MiniPro

Stub ACME (con't)

MINIPRO

Internal

29° Internal

External

Defined by: ANSI B1.8:1988
Tolerance class: 2G

Mini-3 Standard

Insert Size Pitch Ordering Code Dimensions mm Min. Bore Dia.
ICmm  Lmm tpi RH LH h min Y F mm Toolholder
50 8 16 5.0KIR16STACME... 5.0KILT6STACME... 0.6 0.7 4.7 7.8 NVRC 7-5.0K (LH)
6.0 10 12 6.0IR12STACME... 0.76 1.2 5.1 10.0 NVR1.-6.0
Left handed tool supplied by request (Example: 6.0IL12STACME...).
Mini-3 U Style
Insert Size Pitch Ordering Code Dimensions mm Min. Bore Dia.
ICmm  Lmm tpi RH+LH h min Y F mm Toolholder
14 5.0KUIT4STACME... 0.67 5.8
50U 8 12 5.0KUI2STACME... 0.76 4.0 5.7 9.0 NVRC8-5.0KU (LH)
10 5.0KUITOSTACME... 1.02 5.6
Mini-L
Insert Size Pitch Ordering Code Dimensions mm Min. Bore Dia.
ICmm tpi RH LH h min Y F mm Toolholder
5.0L 12 S5LIR12STACME... 0.76 1.2 442 8.0 NVR 10.-5L

Left handed tool supplied by request (Example: 5LIL12STACME...).
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UNJ - UNJC, UNJF, UNJEF, UNJS g
'_
External LY
X
1]
T b
5/16P Internal =
60° L
R max0.18042P 7 L

Rmin 0.15011P External

Defined by: MIL-S-8879C Standard
Tolerance class: 3A/3B

Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
48 2ER48UNJ... 2EL48UNLJ... 0.31 0.6 0.5
44 2ER44UNJ... 2EL44UNJ... 0.33 0.6 0.6
40 2ER40UNJ... 2EL40UNJ... 0.37 0.6 0.6
36 2ER36UNLJ... 2EL36UNJ... 041 0.6 0.6
32 2ER32UNJ... 2EL32UNJ... 0.46 0.6 0.7
1/4" " 28 2ER28UNLJ... 2EL28UNJ... 0.52 0.7 0.7 - = NL.-2 (LH)
24 2ER24UNJ... 2EL24UNJ... 0.61 0.7 0.8
20 2ER20UNLJ... 2EL20UNJ... 0.73 0.8 09
18 2ERT8UNLJ... 2ELT18UNLJ... 0.81 0.8 1.0
16 2ER16UNJ... 2ELT6UNJ... 0.92 09 1.1
14 2ER14UNJ... 2EL14UNJ... 1.05 1.0 1.2
48 3ER48UNJ... 3EL48UNJ... 0.31 0.6 0.5
44 3ER44UNJ... 3EL44UNJ... 0.33 0.6 0.6
40 3ER40UNJ... 3EL40UNJ... 0.37 0.6 0.6
36 3ER36UNJ... 3EL36UNJ... 041 0.6 0.6
32 3ER32UNJ... 3EL32UNJ... 0.46 0.6 0.7
28 3ER28UNJ... 3EL28UNJ... 0.52 0.7 0.7
24 3ER24UNJ... 3EL24UNJ... 0.61 0.7 0.8
20 3ER20UNLJ... 3EL20UNJ... 0.73 0.8 09
3/8" 16 18 3ERT18UNLJ... 3ELT18UNLJ... 0.81 0.8 1.0 YE3 Yi3 AL.-3 (LH)
16 3ERT6UNJ... 3EL16UNJ... 092 09 1.1
14 3ERT4UNJ... 3EL14UNJ... 1.05 1.0 1.2
13 3ER13UNJ... 3ELT13UNJ... 113 1.0 1.3
12 3ERT2UNJ... 3EL12UNJ.. 1.22 1.1 1.3
" 3ERTTUNJ... 3ELTTUNJ.. 1.33 1.2 1.5
10 3ERTOUNJ... 3ELTOUNJ... 147 1.2 1.5
9 3ER9UNLJ... 3EL9UNI... 1.63 13 1.7
8 3ER8UNLJ... 3EL8UNJ... 1.83 1.2 1.6
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Contents Thread Turning Thread Milling MiniPro

UNJ - UNJC, UNJF, UNJEF, UNJS (con't)

External

S/16P |nternal
60°

Rmax0.18042P 7

Rmin0.15011P External

Defined by: MIL-S-8879C Sinstce?ed Standard U Style
Tolerance class: 3A/3B Chipbreaker
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
36 3JER36UNJ... 041 1.3 0.5
32 3JER32UNJ... 046 12 0.5
28 3JER28UNJ... 0.52 0.7 0.8
24 3JER24UNJ... 0.61 0.7 0.8
20 3JER20UNJ... 0.73 0.7 0.8
s A 16 18 3JERISUNJ.. 081 07 08 YE3 - AL.-3

16 3JERT6UNJ... 0.92 0.8 0.8
14 3JERT4UNJ... 1.05 1.3 1.5
12 3JER12UNJ... 1.22 13 1.5
10 3JERTOUNJ... 147 1.3 1.5
8 3JERSUNJ... 1.83 14 1.5
7 4ER7UNLJ... 4EL7UNJ... 2.09 1.7 23

172" 22 6 4ER6UNJ... 4EL6UNJ... 244 1.7 23 YE4 Yi4 AL.-4 (LH)
5 4ERSUNJ... 4ELSUNJ... 293 1.8 2.5

. . 45 SERASUNL.  SEASUNJ. 326 20 27 .o A5 ()
4 SER4UNLJ... SEL4UNJ... 3.67 2.2 3.1

U Style
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH+LH h min X Y RH LH Toolholder

2’0 22 A0 RSV 220 21 19 ey v AL.-4U (LH)

4 4UE4UNJ... 3.67 2.2 1.0
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UNJ - UNJC, UNJF, UNJEF, UNJS (con't)

Thread Milling MiniPro

Internal

5/16P Internal
60°

R max0.18042P 7

Rmin 0.15011P External

Defined by: MIL-S-8879C
Tolerance class: 3A/3B

—

Standard

SCB
Sintered
Chipbreaker

Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
48 2IR48UNJ... 2IL48UNJ... 0.28 0.6 0.5
44 2IR44UNJ... 2IL44UNJ... 0.30 0.6 0.6
40 2IR40UNJ... 2IL40UNJ... 0.33 0.6 0.6
36 2IR36UNJ... 2IL36UNJ... 0.37 0.6 0.6
32 2IR32UNJ... 2IL32UNJ... 042 0.6 0.7
1/4" 1 28 2IR28UNJ... 2IL28UNJ... 047 0.7 0.7 - = NVR.-2 (LH)
24 2IR24UNJ... 2IL24UNJ... 0.55 0.7 0.8
20 2IR20UNJ... 2IL20UNJ... 0.66 0.8 09
18 2IR18UNJ... 2ILT8UNJ... 0.74 0.8 1.0
16 2IR16UNJ... 2ILT6UNJ... 0.83 09 1.1
14 2IRT4UNJ... 2ILT4UNJ... 095 1.0 1.2
36 2JIR36UNJ... 0.37 1.1 0.5
32 2JIR32UNJ... 042 1.2 0.5
28 2JIR28UNJ... 047 0.6 0.8
14" 2 2JIR24UNJ... 055 06 08
5C8 ! 20 2JIR20UNJ... 066 06 08 _ VA2
SCB 18 2JIR18UNJ... 0.74 0.6 0.8
16 2JIRT6UNJ... 0.83 0.6 0.8
14 2JIRT4UNJ... 095 0.6 0.8
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UNJ - UNJC, UNJF, UNJEF, UNJS (con't)
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Internal

60°

Rmax0.18042P7

Rmin0.15011P External

Defined by: MIL-S-8879C Standard Sinst(:?ed
Tolerance class: 3A/3B Chipbreaker
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
48 3IR48UNJ... 3IL48UNJ... 0.28 0.6 0.5
44 3IR44UNJ... 3IL44UNJ... 0.30 0.6 0.6
40 3IR40UNJ... 3IL40UNJ... 0.33 0.6 0.6
36 3IR36UNJ... 3IL36UNJ... 0.37 0.6 0.6
32 3IR32UNLJ... 3IL32UNJ... 0.42 0.6 0.7
28 3IR28UNJ... 3IL28UNJ... 047 0.7 0.7
24 3IR24UNJ... 3IL24UNJ... 0.55 0.7 0.8
20 3IR20UNJ... 3IL20UNJ... 0.66 0.8 0.9
3/8" 16 18 3IR18UNJ... 3IL18UNJ... 0.74 0.8 1.0 Yi3 YE3 AVR.-3 (LH)
16 3IRT6UNJ... 3ILT6UNJ... 0.83 09 1.1
14 3IR14UNJ... 3ILT4UNJ... 0.95 1.0 1.2
13 3IR13UNJ... 3IL13UNJ... 1.02 1.0 1.3
12 3IR12UNJ... 3IL12UNJ... m 1.1 1.3
" 3IRTTUNJ... 3ILTTUNJ... 1.21 1.2 1.5
10 3IRTOUNJ... 3ILTOUNJ... 1.33 1.2 1.5
9 3IROUNJ... 3ILOUNJ... 148 1.3 1.7
8 3IR8UNJ... 3IL8UNJ... 1.66 1.2 1.6
28 3JIR28UNLJ... 047 0.6 0.8
24 3JIR24UNJ... 0.55 0.6 0.8
20 3JIR20UNJ... 0.66 0.6 0.8
18 3JIRT8UNLJ... 0.74 0.6 0.8
28 16 16 3JRIGUNL. 083 06 08 Y3 -  AWR.3
14 3JIRT4UNJ... 095 1.1 1.5
12 3JIRT2UNJ... 1.1 1.1 1.5
10 3JIRTOUNJ... 1.33 1.1 1.5
SCB
8 3JIR8UNLJ... 1.66 1.0 1.5
7 4IR7UNJ... 4IL7UNJ... 190 1.7 2.3
172" 22 6 4IR6UNJ... 4IL6UNJ... 2.21 1.7 2.3 Yl4 YE4 AVR.-4 (LH)
5 4IR5UNJ... 4IL5UNJ... 2.66 1.8 2.5
5/g" . 4.5 5IR4.5UNJ... 51L4.5UNJ... 295 2.0 2.7 vis YES VRS (LH)
4 5IR4UNJ... S5IL4UNJ... 332 22 24
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UNJ - UNJC, UNJF, UNJEF, UNJS (con't)

Internal

5/16P_Internal
60°

R max0.18042P 7

Rmin0.15011P External

Defined by: MIL-S-8879C U Style
Tolerance class: 3A/3B

U Style
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH+LH h min X Y RH LH Toolholder
4.5 4U14.5UNJ... 295 2.1 1.0
1/2"U 22 Yl4U  YE4U AVR.-4U (LH)
4 4UI4UNJ... 3.32 2.2 1.0
UNJ - UNJC, UNJF, UNJEF, UNJS MINIPRO
Internal

IC50L

5/16P Internal
60°

R max0.18042P 7

Rmin0.15011P External

Defined by: MIL-S-8879C
Tolerance class: 3A/3B

Mini-3 Standard

Insert Size Pitch Ordering Code Dimensions mm Min. Bore Dia.
ICmm  Lmm tpi RH LH h min Y F mm Toolholder
6.0 10 20 6.0IR20UNJ... 0.66 09 490 9.8 NVR1.-6.0

Left handed tool supplied by request (Example: 6.0IL20UNJ...).

Mini-L
Insert Size Pitch Ordering Code Dimensions mm Min. Bore Dia.
ICmm tpi RH LH h min Y F mm Toolholder
32 S5LIR32UNJ... 042 0.6 392 76
28 SLIR28UNLJ... 047 0.6 399 76
24 SLIR24UNJ... 0.55 0.8 4.20 76
5.0L 20 5LIR20UNJ... 0.66 09 4.21 77 NVR 10.-5L
18 SLIRT8UNLJ... 0.74 1.0 4.30 7.8
16 SLIRT6UNJ... 0.83 1.0 441 7.8
14 SLIRT4UNJ... 0.95 1.0 4.54 79

Left handed tool supplied by request (Example: 5LIL32UNJ...).
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Contents Thread Turning Thread Milling

MJ

MiniPro

External

5/16P Internal

1/8P External

Defined by: ISO 5855
Tolerance class: 4h/6h-4H/5H

Standard

K :i—%’ T

Slim Throat

Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm mm RH LH h min X Y RH LH Toolholder
1.0 2ER1.0MJ... 2EL1.OMJ... 0.58 0.7 0.7
1/4" 1 1.25 2ER1.25MJ... 2EL1.25M]... 0.72 0.8 09 - = NL.-2 (LH)
1.5 2ER1.5MJ... 2EL1.5MJ... 0.87 0.8 1.0
0.7 3ERO.7MJ... 3ELO.7MJ... 0.40 0.6 0.6
0.8 3ER0.8MJ... 3ELO.8MJ... 0.45 0.7 0.7
1.0 3ER1.0MJ... 3ELT.OMJ... 0.58 0.7 0.7
3/8° 1 1.25 3ER1.25MJ... 3EL1.25MJ... 0.72 0.8 0.9 VE3 - AL3 (LH)
1.5 3ER1.5MJ... 3EL1.SM.. 0.87 0.8 1.0
2.0 3ER2.0MJ... 3EL2.0MJ... 1.15 1.0 13
2.5 3ER2.5MJ.. 3EL2.5MJ... 149 1.1 1.5
3.0 3ER3.0MJ... 3EL3.0MJ... 1.73 1.2 1.6
Slim Throat
Insert Size Pitch Ordering Code Dimensions mm
IC L mm mm RH LH h min X Y T Toolholder
0.7 2VERO.7MJ 2VELO.7MJ 0.40 0.7 2.5 3.2
0.8 2VER0.8MJ 2VELO.8MJ 0.44 0.7 2.5 3.2
oy " 09 2VER0.9MJ 2VELO.OMJ 0.53 0.7 26 3.2 NL.2V (LH)
1.0 2VER1.0MJ 2VEL1.OMJ 0.58 0.7 2.5 32
1.25 2VER1.25MJ 2VEL1.25MJ 0.72 0.7 23 32
1.5 2VER1.5MJ 2VEL1.5MJ 0.87 0.7 2.2 3.2
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MJ (con't)

Internal

5/16P Internal

1/8P External

I

IC50L

Defined by: ISO 5855 Standard
Tolerance class: 4h/6h-4H/5H
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
ICmm  Lmm mm RH LH h min X Y RH LH Toolholder
1.0 2IR1.0MJ... 2IL1.0MJ... 0.49 0.6 0.7
1.25 2IR1.25MJ... 21L1.25MJ... 0.61 0.8 09
1/4" 1 - - NVR..-2 (LH)
1.5 2IR1.5MJ... 2IL1.5MJ... 0.73 0.8 1.0
2.0 2IR2.0MJ... 21L2.0MJ... 0.97 0.8 1.0
0.75 3IR0.75MJ... 31L0.75MJ... 0.37 0.6 0.6
0.8 3IR0.8MJ... 3IL0.8MJ... 044 0.7 0.7
1.0 3IRT.0MJ... 3IL1.0MJ... 0.49 0.6 0.7
3/8" 1 1.25 3IR1.25MJ... 3IL1.25MJ... 0.61 0.8 09 Vi3 VE3 AVR3 (LH)
1.5 3IR1.5MJ... 3IL1.5MJ... 0.73 0.8 1.0
20 3IR2.0MJ... 3IL2.0MJ... 097 0.8 13
2.5 3IR2.5MJ... 3IL2.5MJ.. 1.23 1.1 1.5
3.0 3IR3.0MJ... 3IL3.0MJ... 146 12 1.6
Mini - L MINIPRO
Insert Size Pitch Ordering Code Dimensions mm Min. Bore Dia.
IC mm mm RH LH h min Y F mm Toolholder
1.0 S5LIRT.OMJ... 049 0.7 4.06 76
5.0L 1.25 SLIRT.25MJ... 0.61 09 4.21 76 NVR 10.-5L
1.5 SLIRT.50MJ... 0.73 1.0 4.35 77

Left handed tool supplied by request (Example: 5LILT.OMJ...).
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Contents Thread Turning Thread Milling

MiniPro

American Buttress

External

!

IC IC
0.16316P
External
Defined by: ANSI B1.9.1973 Standard F-Line
Tolerance class: Class 2
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH hmin X Y RH LH Toolholder
20 2ER20ABUT..  2EL20ABUT.. 084 10 14
/4" 1 - - NL..-2 (LH)
16 2ER16ABUT... 2EL16ABUT... 105 13 19
20 3ER20ABUT..  3EL20ABUT.. 084 10 14
16 3ER16ABUT... 3EL16ABUT... .05 13 19
3/8" 16 YE3 YI3 AL.-3 (LH)
12 3ER12ABUT... 3EL12ABUT... 140 14 2.0
10 3ER10ABUT... 3EL10ABUT... 168 15 23
8 4ER8ABUT... 4EL8ABUT... 210 20 32
1/2" 22 YE4 Y4 AL.-4 (LH)
6 4ER6ABUT... 4EL6ABUT... 280 22 35
8 4FERBABUT... 210 20 32
1/2"F 23 YE4F AL..-4F
FLINE 6 4FERGABUT... 280 22 35
U Style
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH hmin X Y RH LH Toolholder
1/2'U 22 4 4UER4ABUT..  4UEL4ABUT.. 421 24 9.8 YE4U-BUT4 YI4U-BUT4 AL.-4U (LH)
5/8"U 27 3 SUER3ABUT..  5UEL3ABUT..  5.61 31 121 YE5U-BUT3 YISU-BUT3  AL.-5U (LH)
V Style
Insert Size Pitch Ordering Code Dimensions mm
IC L mm tpi RH LH h min X Y T Toolholder
4 5VER4ABUT..  5VEL4ABUT... 4.21 0.6 1.8 6 NL..-5V-6 (LH)
5/8"V 27 3 5VER3ABUT..  5VEL3ABUT.. 5.61 0.6 2.2 8 NL..-5V-8 (LH)
25 5VER2.5ABUT.. 5VEL2.5ABUT.. 673 0.6 2.7 10 NL.-5V-10ABUT (LH)
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American Buttress (cont MEGZALINE
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External

Defined by: ANSI B1.9.1973

Tolerance class: Class 2 Mega Line
i

External Y[ er|
Insert Size Pitch Ordering Code Dimensions mm Number of Passes

0.07mm-Min.  0.15mm-Max.

IC L mm tpi RH h min X Y Depth of Cut Depth of Cut

(On radius) (On radius)
2 SMGER2ABUT... 842 1.58 120 56
5/8" MG 27 15.55
1.5 S5MGER1.5ABUT... 1122 164 160 75
External Toolholders for American Buttress MEGZLINE

—>
I —»

=192

br_,
oo —»

L2
L1
External Spare Parts
Insert Ordering Code Dimensions mm Thread(l\liiisrjw’ﬁ;ir)Range )
RH H=B=H1 F L1 L2 Insert Screw Torx Key

NL25-5MG2ABUT 25 9.5 150

SMGER2ABUT... NL32-5MG2ABUT 32 16.5 170 31 (7"-24")-2ABUT
NL40-5SMG2ABUT 40 24.5 200

S5SMG KeT

NL25-5MG1.5ABUT 25 9.5 150

SMGER1.5ABUT... NL32-5MG1.5ABUT 32 16.5 170 31 (11-24")-1.5ABUT
NL40-5MG1.5ABUT 40 24.5 200

I Recommended thread infeed method for Mega Line: Flank or Modified Flank 1°.
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MiniPro

American Buttress (con't

Internal
X Y
X
SN N
O  ©.
0.16316P, IC IC
External
Defined by: ANSI B1.9.1973 Standard F-Line
Tolerance class: Class 2
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
20 2IR20ABUT... 2IL20ABUT... 0.84 1.0 14
1/4" 11 - = NVR.-2 (LH)
16 2IR16ABUT... 2IL16ABUT... 1.05 1.3 19
20 3IR20ABUT... 3IL20ABUT... 0.84 1.0 14
16 3IR16ABUT... 3ILT6ABUT... 1.05 13 19
3/8" 16 Yi3 YE3 AVR.-3 (LH)
12 3IR12ABUT... 3IL12ABUT... 140 14 2.0
10 3IR10ABUT... 3ILT0ABUT... 1.68 1.5 2.3
8 4IR8ABUT... 4IL8ABUT... 2.10 20 3.2
172" 22 Yi4 YE4 AVR.-4 (LH)
6 4IR6ABUT... 4IL6ABUT... 2.80 2.2 35
8 4FIR8ABUT... 210 2.0 32
1/2"F 23 YI4F AVRC..-4F
FLINE 6 4FIR6ABUT... 280 22 3.5
U Style
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
1/2"U 22 4 4UIR4ABUT... 4UIL4ABUT... 4.21 24 9.8 Yl4U-4B  YE4U-4B AVR.-4U (LH)
5/8"U 27 3 SUIR3ABUT... SUIL3ABUT... 5.61 31 121 YI5U-3B YE5U-3B  AVR.-5U (LH)
V Style
Insert Size Pitch Ordering Code Dimensions mm
IC L mm tpi RH LH h min X Y T Toolholder
4 5VIR4ABUT... SVIL4ABUT... 4.21 0.6 1.8 6
5/8"V 27 3 5VIR3ABUT... SVIL3ABUT... 5.61 0.6 2.2 8 NVR.-5V (LH)
2.5 S5VIR2.5ABUT...  5VIL2.5ABUT... 6.73 0.6 2.7 10
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American Buttress (con't

Thread Milling  MiniPro

MEGALINE

Internal

0.16316P,

External

Defined by: ANSI B1.9.1973
Tolerance class: Class 2

Mega Line

< |C">J

Ha

Internal
Insert Size Pitch Ordering Code Dimensions mm Number of Passes
0.07mm-Min.  0.15mm-Max.
IC L mm tpi RH h min X Y Depth of Cut Depth of Cut
(On radius) (On radius)
2 SMGIR2ABUT... 8.94 1.58 128 60
5/8" MG 27 159
1.5 5MGIR1.5ABUT... 1192 164 170 79

Internal Toolholders for American Buttress

’

e L1 (max)ﬁ»J

ig A

L

Internal Spare Parts
Insert Ordering Code Dimensions mm Bo,yg%ia. Thread(’\l/)nigg\ﬁ;igRange /
RH A L (rr|1-e1\x) D D1 F mm ChipSPICAC;rtterial Chilec\)/lggt}erial lSréSrg\r/E Torx Key
NVRC40-5MG2ABUT 36 2305 100 40 397 350
5MGIR2ABUT... NVRC50-5MG2ABUT 46 2555 125 50 497 395 1626 (7"-16")-2ABUT (7"-16")-2ABUT
NVRC60-5MG2ABUT 57 2805 150 60 597 440
NVRC40-5MG1.5ABUT 36 2305 100 40 397 350 25MG o1
5MGIR1.5ABUT... | NVRC50-5MG1.5ABUT 46 2555 125 50 497 395 2591 (11"-22")-1.5ABUT (11"-22")-1.5ABUT
NVRC60-5MG1.5ABUT 57 2805 150 60 59.7 440

I Recommended thread infeed method for Mega Line: Flank or Modified Flank 1°.
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Thread Milling  MiniPro

Contents Thread Turning

British Buttress

External
Y
X
3
- O
e
External
Defined by: B.S. 1657: 1950
Tolerance class: Medium Class Standard
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
16 3ER16BBUT... 3EL16BBUT... 0.80 1.1 1.6
12 3ER12BBUT... 3EL12BBUT... 1.07 14 2.1
3/8" 16 YE3 Y3 AL.-3 (LH)
10 3ER10BBUT... 3EL10BBUT... 1.28 14 2.2
8 3ER8BBUT... 3EL8BBUT... 1.61 1.6 2.5
172" 22 8 4ER8BBUT... 4EL8BBUT... 1.61 1.6 25 YE4 Y4 AL.-4 (LH)
British Buttress
Internal Y
X
r
O
0.2754P IC
External
Defined by: B.S. 1657: 1950 Standard
Tolerance class: Medium Class
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH LH h min X Y RH LH Toolholder
16 3IR16BBUT... 3IL16BBUT... 0.80 11 1.6
12 3IR12BBUT... 3IL12BBUT... 1.07 14 2.1
3/8" 16 Yi3 YE3 AVR.-3 (LH)
10 3IR10BBUT... 3ILT10BBUT... 1.28 14 2.2
8 3IR8BBUT... 3IL8BBUT... 1.61 1.6 25
172" 22 8 4IR8BBUT... 4IL8BBUT... 1.61 1.6 2.5 Yi4 YE4 AVR.-4 (LH)
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(o))
=
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E
'g
Metric Buttress (Sagengewinde) g
'_
External
X‘)
i
- ©
0.26384P =
External
Defined by: DIN 513 .
Tolerance class: Medium Class Standard F-line U Style
Standard - External
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm mm RH LH hmin X Y RH LH Toolholder
3/8" 16 2.0 3ER2.0SAGE.. 3EL2.0SAGE.. 174 15 21 YE3 Y3 AL.-3 (LH)
2.0 4ER2.0SAGE... 4EL2.0SAGE.. 174 15 2.1
172" 22 30 4ER3.0SAGE... 4EL3.0SAGE.. 260 18 26 YE4 Yi4 AL.-4 (LH)
4.0 4ER4.0SAGE... 4EL4.0SAGE.. 355 175 31
3.0 4FER3.0SAGE... 260 1.8 2.6
1/2"F 23 YE4F AL..-4F
4.0 4FER4.0SAGE... 355 175 31
5/8" 27 4.0 5ER4.0SAGE... 5EL4.0SAGE.. 355 19 3.2 YE5082/038 YI5082/039 AL.-5 (LH)
FLINE
U Style - External
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm mm RH LH hmin X Y RH LH Toolholder
5.0 4UER5.0SAGE... 4UEL5.0SAGE.. 441 1.27 1035 YE4U-SAGE5 YI4U-SAGES
1/2"U 22 AL.-4U (LH)

6.0  4UER6.0SAGE.. 4UEL6.0SAGE.. 529  1.25 10.28 YE4U-SAGE6 YI4U-SAGE6
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(o))
=
£
=
e
© - oo -
g Metric Buttress (Sagengewinde) con't MEGALINE
'_
External
Y
X 1\ L
13.5° Q ‘
0263845 / TN\
External / _
xterna c
Defined by: DIN 513
Tolerance class: Medium Class Mega Line
A
External [
Insert Size Pitch Ordering Code Dimensions mm Number of Passes
0.07/mm-Min.  0.15mm-Max.
IC L mm mm RH h min X Y Depth of Cut Depth of Cut
(On radius) (On radius)
10.0 SMGER10.0SAGE... 8.68 1.57 124 58
12.0 SMGER12.0SAGE... 1041 1.81 149 69
5/8" MG 27 14.0 SMGER14.0SAGE... 1215 205 133 174 81
16.0 SMGER16.0SAGE... 13.88  3.27 198 93
20.0 S5MGER20.0SAGE... 1736 2.56 248 116

I Recommended thread infeed method for Mega Line: Flank or Modified Flank 1°.
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2
£
=]
External Toolholders for =
Metric Buttress (Sagengewinde) MEGALINE £
)
H
t
B
External Spare Parts
Insert Ordering Code Dimensions mm Thread(r\l/D“ira]'r:nNe\';iBRange /
RH H=B=H1 F L1 L2 Insert Screw Torx Key
NL25-5MG10SAGE 25 1.8 150
SMGER10.0SAGE... NL32-5MG10SAGE 32 18.8 170 30 (S65-80)x10
NL40-5MG10SAGE 40 26.8 200
NL25-5MG12SAGE 25 11.8 150
5MGER12.0SAGE... NL32-5MG12SAGE 32 18.8 170 30 (585-146)x12
NL40-5MG12SAGE 40 26.8 200
NL25-5MG14SAGE 25 1.8 150
SMGER14.05AGE... NL32-5MG14SAGE 32 18.8 170 30 (S115-145)x14 S5MG KeT
NL40-5MG14SAGE 40 26.8 200
NL25-5MG16SAGE 25 11.8 150
5MGER16.0SAGE... NL32-5MG16SAGE 32 18.8 170 30 (5150-175)x16
NL40-5MG16SAGE 40 26.8 200
NL25-5MG20SAGE 25 1.8 150
5MGER20.0SAGE... NL32-5MG20SAGE 32 18.8 170 30 (5210-230)x20
NL40-5MG20SAGE 40 26.8 200

I Recommended thread infeed method for Mega Line: Flank or Modified Flank 1°.

NEUMO Ehrenberg Gro
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(o))
=
£
=
H . . .
g Metric Buttress (Sagengewinde) (con
'_
Internal y
X
5
O !
0.26384P c
External
Defined by: DIN 513 .
Tolerance class: Medium Class Standard Fine U Style
Standard - Internal
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC Lmm mm RH LH hmin X Y RH LH Toolholder
3/8" 16 20  3IR2.0SAGE.. 3IL2.0SAGE... 1.50 15 2.2 Y3 YE3 AVR.-3 (LH)
30  4IR3.0SAGE.. 4IL3.0SAGE... 225 17 29
172" 22 Yi4 YE4 AVR.-4 (LH)
40  4IR4.0SAGE.. 4IL4.0SAGE... 309 203 3.25
3.0  4FIR3.0SAGE... 225 17 29
1/2'F 23 YI4F AVRC..-4F
40  4FIR4.0SAGE.. 309 203 325
5/8" 27 40  5IR4.0SAGE... 51L4.0SAGE... 309 21 32 YI5082/039 YE5082/038 AVR.-5(LH)
FLINE
U Style - Internal
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC Lmm mm RH LH hmin X Y RH LH Toolholder
50 4UIR5.05AGE..  4UIL5.0SAGE... 376 18 103 YI4U-55 YE4U-5S
1/2"U 22 AVR.-4U (LH)

6.0 4UIR6.0SAGE.. 4UIL6.0SAGE.. 454 19 1015 YI4U-6S YE4U-6S
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MiniPro

Contents Thread Turning Thread Milling

Metric Buttress (Sagengewinde) (con't

MEGALINE

Internal

External

Defined by: DIN 513

Tolerance class: Medium Class Mega Line

Internal

i

Insert Size Pitch Ordering Code Dimensions mm

Number of Passes

0.07mm-Min.  0.15mm-Max.

IC L mm mm RH h min X Y Depth of Cut Depth of Cut
(On radius) (On radius)
10.0 5MGIR10.0SAGE... 7.21 2.86 103 48
12.0 5MGIR12.0SAGE... 8.67 3.34 124 58
5/8" MG 27 14.0 5MGIR14.0SAGE... 1012 3.83 13.7 145 67
16.0 5MGIR16.0SAGE... 1158 430 165 77
20.0 5MGIR20.0SAGE... 1450 5.16 207 97
Internal Toolholders for MEGZLINE
—— Metric Buttress (Sagengewinde)
= A

Internal Spare Parts
Insert Ordering Code Dimensions mm Bor;/g%ia. Thread(MDiira]n'r_nﬁ;ir)Range /
it A L (rrll-;x) v bt 7 mm ChipS rl\]/loartterial Chile(\)/lr;%eriaI Isrésrg\r/}/ Ve by

5MGIR10.0SAGE... NVRC40-5MG10SAGE 36 2305 100 40 397 290 50 (565-80)x10 (575-80)x10
NVRC40-5MG12SAGE 36 2305 100 40 397 415 67 (585-400)x12 (S90-400)x12

SMGIR12.0SAGE... NVRC50-5MG12SAGE 46 2555 125 50 49.7 465 72 (S90-400)x12 (5105-400)x12
NVRC60-5MG12SAGE 57 2805 150 60 597 515 82 (S100-400)x12  (S250-400)x12
NVRC40-5MG14SAGE 36 2305 100 40 397 415 94 (S115-145)x14 (S115-145)><14

5MGIR14.0SAGE... NVRC50-5MG14SAGE 46 2555 125 50 497 465 9% (S115-145)x1 (S115-145)x1
NVRC60-5MG14SAGE 57 2805 150 60 597 515 94 (S15- 145)><W4 (5120-145)x14 |  S5MG KeT
NVRC40-5MG16SAGE 36 2305 100 40 397 415 126 (S150-175)x16 (S150-175)x16

5MGIR16.0SAGE... NVRC50-5MG16SAGE 46 2555 125 50 49.7 465 126 (S150-175)x16 (S150-175)x16
NVRC60-5MG16SAGE 57 2805 150 60 597 515 126 (S150-175)x16 (

NVRC40-5MG20SAGE 36 2305 100 40 397 415 75 5105-230)x20

5105-230)x20

)
)
)
( )
5MGIR20.0SAGE... NVRC50-5MG20SAGE 46 2555 125 50 497 465 75 (5105-230)x20
NVRC60-5MG20SAGE 57 2805 150 60 597 515 80 (5110-230)x20

)

)

)
5150-175)x16

)

)

)

(
(5210-230)x20
(5210-230)x20

I Recommended thread infeed method for Mega Line: Flank or Modified Flank 1°.
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Contents Thread Turning Thread Milling MiniPro

API

o
=
c
5
'—
o
©
]
g
EC
'_

External

,Internal
0

SRl

rH
L

External | a = arctg (IPF/24) le
Defined by: API SPEC. 7:1990
Tolerance class: Standard API
Standard F-Line
Standard

Insert Size Pitch Thread Taper Ordering Code Size Dimensionsmm  Anvil

IC Lmm tpi IPF RH hmin X Y RH Toolholder
4 V-0038R 2  4ER4API382.. NC23-NC50 309 21 28
4 V-0038R 3  4ER4API383.. NC56-NC77 308 21 28

gy A V0050 2 AER4APISO02.. 65/8'REG,S V/2'FH,65/8"FH 375 20 29 VEI 4;)/?P|-1P AL.-4 SOEiUT/APl
4 V-0050 3 4ER4APIS03.. 51/2',75/8" 8 5/8" REG 374 20 29  YE4 AL.-4
5 V-0040 3 4ER5API403.. 2 3/8"-41/2"REG 299 18 26
6 V-0055 1.5 4ER6APIS5T.. NCI0-NC16 141 26 20
4 V-0038R 2  4FER4API382.. NC23-NC50 309 21 28
4 V-0038R 3  4FER4API383.. NC56-NC77 308 21 28

U2E 23 4 V-0.050 2 4FER4API502... 6 5/8" REG, 5 1/2"FH, 6 5/8"FH 375 2.0 29 VE4F AL-4F
4 V-0050 3 4FER4APIS03..5 1/2",7 5/8", 8 5/8" REG 374 20 29
5 V-0040 3 4FERSAPI403..2 3/8"-41/2" REG 299 18 26

FLINE 6 V-0055 1.5 4FER6APIS51... NC10-NCl6 141 26 20

4 V-0038R 2  5ER4API382.. NC23-NC50 309 21 28
4 V-0038R 3  5ER4API383.. NC56-NC77 308 21 28

s 97 4 V-0050 2  5ER4APIS02.. 65/8"REG,51/2"FH,65/8"FH 375 21 3.1 YESOIL AL50IL
4 V-0050 3  5ER4APIS03.. 51/2",75/8"85/8" REG 374 21 31
5 V-0.040 3  5ERS5API403.. 2 3/8"-41/2"REG 299 19 27
4 V-0065 2  5ER4API652.. 2 3/8"IF-51/2IF 281 23 28

On Edge

Insert Size Pitch Thread Taper  Ordering Code Size Dimensions mm Position

IC Lmm tpi IPF RH R hmin T pC X Y
5 V-0040 3 TNEC54ER5API403... 2 3/8"-4 1/2" REG 051 3.00 6.35 39
4 V-0050 2 TNECS55ER4APIS02... 6 5/8"REG,51/2FH,65/8 FH 0.64 376 794 ?

5/8" 27 4 V-0.050 3 TNEC55ER4APIS03...  51/2" 7 5/8", 8 5/8" REG 064 376 794 650 234 T
4 V-0038 2 TNEC55ER4API382.. NC23-NC50,23/8-65/81F 097 310 794 ?
4 V-0038 3  TNECSSER4API383.. NC56-NC77 097 310 794 50

On Edge inserts are compatible with most commonly used toolholders in the market.
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API (con’t)

Thread Turning

Internal

_Internal
0

T

External | a = arctg (IPF/24) IC
Defined by: API SPEC. 7:1990
Tolerance class: Standard API
Standard F-Line
Standard

Insert Size Pitch Thread Taper Ordering Code Size Dimensions mm  Anvil

IC Lmm tpi IPF RH hmin X Y RH Toolholder
4 V-0038R 2 4IR4API382... NC23-NC50 3.09 21 28
4 V-0038R 3 4|R4API383... NC56-NC77 308 21 28

vy gy 4 V0050 2 AR4APISO2. 65/8"REG,5 1/2'FH,65/8FH 375 21 3 YEI 4;)ArPHP AVRC-"“O?BUT/AP'
4 V-0050 3 4IR4APIS03.. 51/2'75/8"85/8" REG 374 20 29y AVR.-4
5 V-0.040 3 4IR5API403... 2 3/8"-41/2"REG 299 18 26
6 V-0055 1.5  4IR6API551.. NCI10-NC16 141 26 20
4 V-0.038R 2  4FIR4API382.. NC23-NC50 3.09 21 28
4 V-0038R 3  4FIR4API383.. NC56-NC77 308 21 28

/2 23 4 V-0.050 2 4FIR4APIS02.. 6 5/8"REG,51/2"FH, 6 5/8"FH 375 21 3.1 VIE AVRC.4F
4 V-0.050 3 4FIR4APIS03.. 51/2",75/8" 8 5/8" REG 374 20 29
5 V-0.040 3 4FIR5API403.. 2 3/8"-4 1/2"REG 299 18 26

FLINE 6 V-0055 15 4FIR6APISS].. NCI10-NC16 141 26 20

4 V-0038R 2 5IR4API382.. NC23-NC50 309 21 28
4 V-0038R 3 S5IR4API383.. NC56-NC77 3.08 21 28

55t 97 4 V-0.050 2 5IR4APIS02... 65/8"REG, 5 1/2"FH,65/8"FH 3.75 21 3.1 VISOIL AVRS OIL
4 V-0.050 3 5IR4APIS03... 51/2",75/8", 8 5/8" REG 374 21 31
5 V-0.040 3 5IR5API403... 2 3/8"-4 1/2" REG 299 19 27
4 V-0.065 2 S5IR4API652... 2 3/8"IF-5 1/2"IF 281 23 28

On Edge

Insert Size Pitch Thread Taper  Ordering Code Size Dimensions mm Position

IC Lmm tpi IPF RH R hmin T @C X Y
5 V-0040 3 TNEC54IR5API403.. 2 3/8"-41/2" REG 051 3.00 6.35 39
4 V-0050 2 TNEC55IR4API502... 65/8"REG,51/2FH,65/8FH 0.64 376 794 ?

5/8" 27 4 V-0050 3 TNEC55IR4API503... 51/2"75/8",8 5/8" REG 0.64 376 794 650 234 T
4 V-0038 2  TNECS5R4API382. NC23-NC50,23/8-658IF 097 310 794 50
4 V-0038 3 TNEC55IR4API383... NC56-NC77 097 310 794 50

On Edge inserts are compatible with most commonly used toolholders in the market.
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o
=
£
=
H .
g API Buttress Casing
'_
External LY v v X
X
X L
) 4 ——
Internal A BB - X
il (©) 3 (@) M@/
A N // K 5 C/
1 T |a N\ N\ A \
90?\( }Extemal IC IC J
o = arctg (IPF/24) T —IC
Defined by: STD.5B.1979
Tolerance class: Standard API Standard F-Line M+ Style T+ Style 14D
2 Cutting Edges
Standard
Insert Size Pitch  Taper  Ordering Code Size Dimensions mm Anvil
IC Lmm  tpi IPF RH h min X Y RH Toolholder
5 075  4ERSBUT75..  41/2"-133/8" 155 3. 19 YEI4-BUT  AL.-4 5BUT/API
/2" 22 or or
5 1 4ER5BUTT... 16-20" 155 31 19 YE4 AL -4
5 0.75 4FER5BUT75..  41/2"-133/8" 157 3.1 19
1/2"F 23 YE4F AL..-4F
5 1 4FER5BUTI... 16"-20" 1.57 31 19
FLINE
M+ Style M“It'ﬂﬁ
Insert Size  Pitch Taper Teeth Ordering Code Size Dimensions mm Anvil
IC Lmm tpi IPF RH h min X Y RH Toolholder
5/8" 27 5 0.75 2 5ER5BUT752M+.. 41/2"-133/8" 155 4.8 6.8 YE5SM AL.-5M
T+ Style M"“@
Insert Size  Pitch Taper Teeth Ordering Code Size Dimensions mm Anvil
IC Lmm tpi IPF RH h min X Y RH Toolholder
0.75 4ER5BUT753T+.. 41/2"-13 3/8"
12T 22 5 3 1.55 25 16.1 YAT AL.-4T
1 4ERS5BUTI13T+..  16"-20"
14D Multals
Insert Size Pitch Taper Teeth  Ordering Code Size Dimensions mm Anvil
IC tpi IPF RH h min Y RH Toolholder
41/2"- y Y14DER-5 BUT
5 0.75 2 14DER5BUT752T+ 08 > BU AL..-14D
14D 1034338 2 190 "Vi4DER5BUT-0.4N
5 1 2 14DERSBUTI12T+  16™-20" Y14DER-5BUT-0.4N AL..-14D
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API Buttress Casing (cont £
'_
External %F
D — 2L
Internal ‘ I T g
h o< X X . @ RRE
i PN G S * J l
1 3° o L | |
90?\( > External v Y T L
a = arctg (IPF/24) ﬁiT
Defined by: STD.5B.1979 h min
Tolerance class: Standard API
On Edge CNGA Chaser
On Edge
Insert Size Pitch  Taper Ordering Code Size Dimensions mm Position
IC Lmm  tpi IPF RH h min T acC X Y
5 0.75 TNEC54ER5BUTYS... 41/2"13 3/8"
5/8" 27 1.55 6.35 6.5 234 4.0
5 1 TNEC54ER5BUTI... 16"-20"
On Edge inserts are compatible with most commonly used toolholders in the market.
CNGA Multils
Insert Size  Pitch  Taper Teeth Ordering Code Size Dimensions mm Position
IC tpi IPF RH h min T ac X Y
5 0.75 3 CNGAG4ER5BUT75T3... 41/2"13 3/8" 56
3/4" 155 635 8.0 18.9
5 1 3 CNGAG4ER5BUTITS... 16"-20" 55
CNGA inserts are compatible with most commonly used toolholders in the market.
Chaser Multals
Insert Size  Pitch  Taper Teeth Ordering Code Size Dimensions mm Position
L tpi IPF RH h min T X Y
5 0.75 3 1616ER5BUT7535+... 41/2"-13 3/8"
16 4.76 15.7 3.2
5 1 3 1616ERSBUT135+... 16"-20"

Chaser inserts are compatible with most commonly used toolholders in the market.
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g API Buttress Casing (con't
'_
Y
Internal ot ey i L
1[ i X r—Y —>
r I ArF
Internal S /
L i y \
oo | Q) Q) )
o 3 |a ™~ ¢
9OF\( ) External c «c—>
a = arctg (IPF/24)
Defined by: STD.5B:1979 -
Tolerance class: Standard API Standard F-Line M+ M+ Style T+ Style ?4D
2 Cutting Edges
Standard
Insert Size Pitch  Taper  Ordering Code Size Dimensions mm Anvil
IC Lmm  tpi IPF RH h min X Y RH Toolholder
5 075  4RSBUT75..  41/2-133/8" 155 28 19  YEI4BUT AVRC.-4 5BUT/API
172" 22 — or or
5 1 4IR5BUT]... 16'-20 155 28 19 Vi4 AVR.-4
5 0.75 4FIR5BUT75...  41/2"133/8" 157 2.8 19
1/2"F 23 YI4F AVRC..-4F
5 1 4FIRSBUTT... 16"-20" 1.57 2.8 19
FLINE
M+ Style M"“@
Insert Size  Pitch Taper Teeth Ordering Code Size Dimensions mm Anvil
IC Lmm tpi IPF RH h min X Y RH Toolholder
5/8" 27 5 0.75 2 S5IR5BUT752M+... 41/2"-133/8" 155 4.8 6.7 YI5M AVR.-5M
T+ Style Multals
Insert Size  Pitch Taper Teeth Ordering Code Size Dimensions mm Anvil
IC Lmm tpi IPF RH h min X Y RH Toolholder
0.75 4IR5BUT753T+.. 41/2"-13 3/8"
12T 22 5 2.5 16.1 Y4T AVR.-4T
1 4IR5BUT13T+.. 16"-20"
14D Multils
Insert Size Pitch Taper Teeth  Ordering Code Size Dimensions mm Anvil
IC tpi IPF RH h min Y RH Toolholder
41/2"-95/8" Y14DIR-5 BUT
5 0.75 2 14DIR5BUT752T+.—————— 1.55 VU AVRC..-14D
14D 103/4"133/8" Y14DIR-5BUT-0.4N
5 1 2 14DIR5BUT12T+.. 16"-20" 1.55 10.0 Y14DIR-5BUT-0.4N AVRC..-14D
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API Buttress Casing (cont

Internal

@ :
\
Pa———

- =3
8
_\.
r%Q
h min

""""" @
e )“ Y ‘ L
o> |
00, External Y= T L | .
o = arctg (IPF/24) i ) , = T
h min
Defined by: STD.5B:1979
Tolerance class: Standard API On Edge CNGA Chaser
On Edge
Insert Size Pitch  Taper Ordering Code Size Dimensions mm Position
IC Lmm  tpi IPF RH h min T @C X Y
5 0.75 TNEC54IR5BUT75.. 41/2"13 3/8"
5/8" 22 1.55 6.35 6.5 234 43
5 1 TNEC54IR5BUTT... 16"-20"
On Edge inserts are compatible with most commonly used toolholders in the market.
CNGA Multid:
Insert Size  Pitch  Taper Teeth Ordering Code Size Dimensions mm Position
IC tpi IPF RH h min T @C X Y
5 0.75 3 CNGAG64IR5BUT75TS... 41/2"133/8" 5.6
3/4" 5 0.75 2 CNGAG4IRSBUT75T2... 41/2"133/8" 155 6.35 8.0 189 104
5 1 3 CNGAG4IRSBUTITS... 16"-20" 55
CNGA inserts are compatible with most commonly used toolholders in the market.
Chaser M““lﬂg
Insert Size  Pitch  Taper Teeth Ordering Code Size Dimensions mm Position
L tpi IPF RH h min T X Y
5 0.75 3 1616IR5BUT7535+... 41/2"133/8"
16 1.55 4.76 15.7 3.2
5 1 3 1616IR5BUT13S+... 16"-20"

Chaser inserts are compatible with most commonly used toolholders in the market.
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Contents Thread Turning

APl Round Casing & Tubing

Thread Milling MiniPro

External

-4

IC
Defined by: API STD. 5B:1979 Standard SCB Sintered M+ Style F-Line M+ Z+ Style
Tolerance class: Standard API RD Chipbreaker
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH h min X Y RH Toolholder
., 10 3ERT0APIRD... 141 1.2 14
38 16 5 SERGAPTD. P 19 15 YEB-APRD AL.-3 APIRD
or or
3/8" 1 10 3JER10APIRD... 14 1.2 15 YE3 AL.-3
S5CB 8 3JERSAPIRD.. 1.81 13 15
SCB
M+ Style M"It'ﬂﬁ
Insert Size  Pitch  Teeth Ordering Code Dimensions mm Anvil
IC Lmm tpi RH h min X Y RH Toolholder
172" 22 10 2 4ER10APIRD2M+-.. 141 2.3 38 YE4M AL.-4
1/2"F 23 10 2 4FER10APIRD2M+-... 141 2.3 3.8 YE4M2F  AL..-4MF
10 3 SER10APIRD3M+.. 141 39 6.3
5/8" 27 YESM AL.-5M
8 2 5ERBAPIRD2M+-.. 1.81 29 4.5
FLINE
Z+ Style M““lﬂﬁ
Insert Size  Pitch  Teeth Ordering Code Dimensions mm Anvil
IC Lmm tpi RH h min X Y RH Toolholder
10 2 4ER10APIRD2Z+-... 141 30 99
172" 22 YE4Z AL.-47
8 2 4ER8APIRD2Z+... 1.81 3.7 9.6
| 138 | VARDEX



Contents Thread Turning

Thread Milling MiniPro

APl Round Casing & Tubing (con

External ]
Y
30°.30° Internal X
IC
Defined by: API STD. 5B:1979 T+ Style 14D -
Tolerance class: Standard API RD 2 Cutting Edges
T+ Style Multids
Insert Size  Pitch Teeth Ordering Code Dimensions mm Anvil
IC Lmm tpi RH h min X Y RH Toolholder
10 6 4ERT0APIRD6T+... 141 0.2 16.2
72T 22 8 3 4ER8APIRD3T+.. 1.81 0.2 14.2 Y4T AL.-4T
5 4ER8APIRD5T+... 1.81 0.2 16.7
14D Multals
Insert Size  Pitch  Teeth Ordering Code Size Dimensions mm Anvil
IC tpi RH h min Y RH Toolholder
10 4 14DER10APIRDAT+.. 23/8"and up 87 Y14DER-10 APIRD
141
14D 10 3 14DER10APIRD3T+... 23/8"and up 8.8  Y14DER-10 APIRD-3+ AL.-14D
8 3 14DER8APIRD3T+.. 238"andup 181 8.1 Y14DER-8 APIRD
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Thread Milling MiniPro

Contents Thread Turning

APl Round Casing & Tubing (con

External
o L—
£
o IS
e
< . <
Y
v
r T
b
Defined by: API STD. 5B:1979 min
Tolerance class: Standard APl RD On Edge CNGA Chaser
On Edge
Insert Size Pitch Ordering Code Dimensions mm Position
IC L mm tpi RH h min T aC X Y
10 TNEC43ERT0APIRD... 14
172" 22 4.76 5.2 18.6 3.2
8 TNEC43ER8APIRD... 1.81
On Edge inserts are compatible with most commonly used toolholders in the market.
CNGA Multlﬂﬁ
Insert Size  Pitch Teeth Ordering Code Dimensions mm Position
IC tpi RH h min T aC X Y
10 5 CNGAG4ERT0APIRDTS... 141
3/4" 6.35 8.0 189 45
8 4 CNGAG4ERSAPIRDTA... 1.81
CNGA inserts are compatible with most commonly used toolholders in the market.
Chaser M“""ﬂﬁ
Insert Size  Pitch Teeth Ordering Code Dimensions mm Position
L tpi RH h min T X Y
10 4 1616ERTOAPIRD4S+-.. 141 154
16 4.76 4.4
8 3 1616ER8APIRD3S+-.. 1.81 159

| 140 | VARDEX

Chaser inserts are compatible with most commonly used toolholders in the market.




Contents Thread Turning Thread Milling

API Round Casing & Tubing (con't

MiniPro

Internal

P25 Y47 External
Defined by: API STD. 5B:1979 Standard ) SCB M+ Style F-Line M+ Z+ Style
Tolerance class: Standard Sintered
API RD Chipbreaker
Standard
Insert Size Pitch Ordering Code Dimensions mm Anvil
IC L mm tpi RH h min X Y RH Toolholder
, 10 3IR10APIRD... 141 1.2 14
3/8 16 5 SIREAPIRDL. y E 15 YEB-APIRD AVRC..3APIRD
or or
3/8" 1 10 3JIR10APIRD... 141 1.2 15 Y13 AVRC.-3
SCB 8 3JIR8APIRD... 1.81 13 15
SCB
M+ Style Mu“'ﬂﬁ
Insert Size  Pitch Teeth Ordering Code Dimensions mm Anvil
IC Lmm tpi RH h min X Y RH Toolholder
10 2 4IR10APIRD2M+.. 141 24 37
172" 22 YI4M AVR.-4
8 2 4|R8APIRD2M+-... 1.81 29 4.5
1/2"F 23 10 2 4FIR10APIRD2M+... 141 24 3.7 YIAM2F  AVRC..-4MF
10 3 5IR10APIRD3M+.. 141 39 6.3
5/8" 27 YI5M AVR.-5M
8 2 5IR8APIRD2M+-.. 1.81 29 4.5
FLINE
Z+ Style Multig=
Insert Size  Pitch Teeth Ordering Code Dimensions mm Anvil
IC Lmm tpi RH h min X Y RH Toolholder
10 2 4IR10APIRD2Z+.. 141 30 99
172" 22 Y4z AVR.-47
8 2 4IR8APIRD2Z+... 1.81 3.7 9.6
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Contents Thread Turning

Thread Milling  MiniPro

APl Round Casing & Tubing (con

Internal

30°.30° Internal

Defined by: STD. 5B:1979
Tolerance class: Standard API RD

IC

Z+ Style

14D -
2 Cutting Edges

T+ Style Multis
Insert Size  Pitch  Teeth Ordering Code Dimensions mm Anvil
IC Lmm tpi RH h min X Y RH Toolholder
10 6 4IR10APIRDET.. 141 0.2 16.8
12T 22 8 3 4|R8APIRD3TH+.. 1.81 0.2 14.2 YAT AVR.-4T
5 4IR8APIRD5T+... 1.81 0.2 16.7
14D Mu‘tiﬂﬁ
Insert Size  Pitch ~ Teeth Ordering Code Size Dimensions mm Anvil
IC tpi h min Y Toolholder
10 4 14DIR10APIRDAT+...  23/8"and up 8.71 Y14DIR-10 APIRD
14D 10 3 14DIR10APIRD3T+...  23/8"and up ' 8.79 Y14DIR-10 APIRD-3+  AVRC..-14D
8 3 14DIR8APIRD3T+..  23/8"andup  1.81 8.10 Y14DIR-8 APIRD
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APl Round Casing & Tubing (con

Internal L oY
] [
/N
£
£ :
i D
+ o
v ‘
3 A L —I Tl
T
f h min i
Defined by: STD. 5B:1979
Tolerance class: Standard APl RD On Edge CNGA Chaser
On Edge
Insert Size Pitch Ordering Code Dimensions mm Position
IC L mm tpi RH h min T aC X Y
10 TNECA43IR10APIRD... 141
1/2" 22 476 5.2 18.6 32
8 TNECA43IR8APIRD... 1.81
On Edge inserts are compatible with most commonly used toolholders in the market.
CNGA Multid:
Insert Size  Pitch Teeth Ordering Code Dimensions mm Position
IC tpi RH h min T @C X Y
10 5 CNGAG64IR10APIRDTS... 141
3/4" 6.35 8.0 18.9 4.5
8 4 CNGAG4IR8APIRDTA... 1.81
CNGA inserts are compatible with most commonly used toolholders in the market.
Chaser Multals
Insert Size  Pitch Teeth Ordering Code Dimensions mm Position
L tpi RH h min T X Y
6 10 4 1616IR10APIRD4S+.. 141 476 154 5.7
8 3 1616IR8APIRD3S +.. 181 ' 159 44

Chaser inserts are compatible with most commonly used toolholders in the market.
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Thread Milling  MiniPro

Contents Thread Turning

VAM

External

Internal
fﬂ
e
(902\;\(3 0:>

External

Defined by: VAM

a = arctg (IPF/24)

<

— >

Tolerance class: Standard VAM Standard F-Line On Edge
Standard
InsertSize  Pitch Taper  Ordering Code Size Dimensions mm Anvil
IC  Lmm tpi IPF RH h min X Y RH Toolholder
3/8" 16 8 3ERBVAM... 23/8",27/8" 097 1.7 1.8 YE3 AL.-3
6 4ER6VAM... 31/2" 0.97 24 24
/2" 22 YE4 AL.-4
5 0.75 4ER5VAM... 5"-95/8" 1.55 24 2.7
6 4FER6VAM... 31/2" 0.97 24 24
1/2"F 23 YE4F AL..-4F
5 4FERSVAM... 5"-95/8" 1.55 24 2.7
FLINE
On Edge
Insert Size Pitch Taper  Ordering Code Size Dimensions mm Position
IC Lmm tpi IPF RH h min T aC X Y
8 TNEC43ER8VAM... 23/8",27/8" 097 4.76 33
172" 22 5.2 18.6
6 0.75 TNEC43ER6VAM... 31/2" 097 4.76 29
5/8" 27 5 TNEC54ER5VAM... 5-95/8" 1.55 6.35 6.5 234 4.0

| 144 | VARDEX

On Edge inserts are compatible with most commonly used toolholders in the market.
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VAM (con't)
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Internal , !
RNy L
» I
s
C
Internal s T c
/N y QC -
h 3 1L v o
e NN e 4
It &O : === h
o3’ & T T
90;\:\( j External Ic i hm f
o = arctg (IPF/24) N
Defined by: VAM .
Tolerance class: Standard VAM Standard F-Line On Edge CNGA
Standard
Insert Size Pitch  Taper Ordering Code Size Dimensions mm Anvil
IC Lmm tpi IPF RH h min X Y RH Toolholder
3/8" 16 8 3IR8VAM... 2 3/8",27/8" 1.02 1.7 1.8 YI3 AVR.-3
6 4IR6VAM... 31/2" 1.02 2.5 2.5
1/2" 22 Y14 AVR.-4
5 0.75 4IR5VAM... 5'-95/8" 1.55 24 2.5
6 4FIR6VAM... 31/2" 1.02 2.5 2.5
1/2"F 23 YI4F AVRC..-4F
5 4FIRSVAM... 5"-95/8" 1.55 24 2.5
FLINE
On Edge
Insert Size Pitch  Taper Ordering Code Size Dimensions mm Position
IC Lmm tpi IPF RH h min T aC X Y
8 TNEC43IR8VAM... 23/8"27/8" 1.02 478 3.2
172" 22 5.2 18.6
6 0.75 TNEC43IR6VAM... 31/2" 1.02 4.78 31
5/8" 27 5 TNEC54IR5VAM... 5-95/8" 1.55 6.35 6.5 234 4.2
On Edge inserts are compatible with most commonly used toolholders in the market.
CNGA Multals
Insert Size Pitch Taper Teeth Ordering Code Size Dimensions mm Position
IC tpi IPF RH h min T 2C X Y
3/4" 5 3/4 2 CNGA64IRSVAM75T2... 5-95/8" 1.55 6.35 8.0 189 93

CNGA inserts are compatible with most commonly used toolholders in the market.
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= NewVAM
External 2 e
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Internal =
1 10° ¥ @ e
gov\i\( jExternaI a= arctg (IPF/24) .
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Defined by: VAM Standard F-Line
Tolerance class: Standard VAM
Standard
Insert Size  Pitch Taper  Ordering Code Size Dimensions mm Anvil
IC Lmm tpi IPF RH h min X Y RH Toolholder
3/8" 16 8 3ER8NVAM... 23/8",27/8" 097 1.8 1.8 YE3 AL..-3
6 4ER6NVAM... 31/2" 097 23 23
172" 22 YE4 AL.-4
5 0.75 4ERSNVAM... 5"-95/8" 1.55 23 2.3
6 4FER6NVAM... 31/2" 097 2.2 2.1
1/72"F 23 YE4F AL..-4F
5 4FERSNVAM... 5-95/8" 1.55 2.5 23
FLINE




Contents Thread Turning Thread Milling MiniPro

(o))
=
£
=
'8
New VAM (cony i
'_
Yy
Internal ¥ ]
s ’4; ﬂ
AT
) c
Internal : @ i oc =
h N 7/ P - <
;) IC N
External Y Ei(g T
a= arctg (IPF/24) h min
Defined by: VAM .
Tolerance class: Standard VAM Standard F-Line On Edge CNGA
Standard
Insert Size Pitch  Taper Ordering Code Size Dimensions mm Anvil
IC Lmm tpi IPF RH h min X Y RH Toolholder
3/8" 16 8 3IRBNVAM... 23/8",27/8" 123 1.8 1.8 Y13 AVR..-3
6 4IR6NVAM.. 31/2" 1.23 2.5 25
172" 22 Y14 AVR..-4
5 0.75 4IRSNVAM... 5"-95/8" 177 23 25
6 4FIRGNVAM... 31/2" 123 20 1.8
1/2"F 23 YI4F AVRC..-4F
5 4FIRSNVAM... 5"-95/8" 177 21 21
FLINE
On Edge
Insert Size Pitch  Taper Ordering Code Size Dimensions mm
IC Lmm tpi IPF RH h min T @ C X Y
o » 8 TNEC43IR8NVAM... 23/8"-27/8" 123 4.76 52 18.6 32
0.75 TNEC43IR6NVAM... 31/2-41/2" 123 4.76 52 534 3.
5/8" 27 5 TNEC54IR5NVAM...  5™-16" 177 6.35 6.5 ' 42
On Edge inserts are compatible with most commonly used toolholders in the market.
CNGA Multis
Insert Size Pitch Taper Teeth Ordering Code Size Dimensions mm Position
IC tpi IPF RH h min T oC X Y
CNGA64IR6NVAM75T2...  31/2"-41/2"  1.23 6.35
3/4" 0.75 2 8 189 9.3
CNGA64IR5SNVAM75T2... 516" 1.77 6.35

CNGA inserts are compatible with most commonly used toolholders in the market.
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o
=
<)
25
RE .
j: EL-Extreme Line
'_
Y
External / Internal <y
L «——L
;
67 °lntemal TIN*
£ O e
h O - :
3 / A f‘
< Y * h min o
h \ IC W ¥ i J
P ) e b min K EE D) T ===k
a= arctg (IPF/24) o Yy -
Defined by: API STD,5B:1979 Standard Standard On Edge On Edge
Tolerance class: Standard External Internal External Internal
Standard - External
Insert Size Pitch Taper  Ordering Code Size Dimensions mm Anvil
IC  Lmm tpi IPF RH h min X Y RH Toolholder
6 1.5 4ERGELIS... 5"-7 5/8" 1.21 19 19
/2" 22 YE4 AL.-4
5 125 4ERSEL125.. 85/8-103/4" 171 23 24
On Edge - External
Insert Size Pitch Taper  Ordering Code Size Dimensions mm Position
IC Lmm tpi IPF RH h min T oC X Y
6 1.5 TNEC54ER6EL15...  5"-75/8" 1.21 6.35 4.8
5/8" 27 6.5 234 ———
5 125  TNECS54ERSEL125.. 85/8"-10 3/4" 171 6.35 43
On inserts are compatible with most commonly used toolholders in the market.
Standard - Internal
Insert Size Pitch Taper  Ordering Code Size Dimensions mm Anvil
IC Lmm tpi IPF RH h min X Y RH Toolholder
6 1.5 4IR6ELIS... 5"-7 5/8" 139 1.8 19
172" 22 Y14 AVR.-4
5 1.25 4IR5EL125... 85/8"10 3/4" 191 22 24
On Edge - Internal
Insert Size Pitch Taper  Ordering Code Size Dimensions mm Position
IC Lmm tpi IPF RH h min T oC X Y
6 15 TNEC54IR6ELTS... 5"-75/8" 1.39 6.35 4.8
5/8" 27 6.5 234 @ —
5 1.25  TNEC54IR5EL125... 85/8-103/4" 191 6.35 43

On Edge inserts are compatible with most commonly used toolholders in the market.
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Hughes H-90

External / Internal L L
45° @C
< C Ve
D @
* ¥
h D\~ 7] Y
?\, Y v
0° o FT =
11 § T 4 T
= : /= £
f’ External | a= arctg (IPF/24) h min A hmind [~ [
Defined by: API STD,5B:1979
Tolerance class: Standard U Style On Edge On Edge
External Internal
U Style - External
Insert Size  Pitch Taper  Ordering Code Size Dimensions mm Anvil
IC  Lmm tpi IPF RH h min X Y RH Toolholder
1/2"U 22 35 2 4UER3.5H902..  31/2"-65/8" 2.50 4.2 [ YE4U-H90  AL.-4U
35 3 4UER3.5H903..  7"-85/8" 2.50 42 1
5/8'U 27 YE5U-H90  AL.-5UH90
3 1.25% S5UER3H90SL..  23/8"-31/2" 224 55 137
On Edge - External
InsertSize  Pitch Taper  Ordering Code Size Dimensions mm Position
IC Lmm tpi IPF RH h min T @C X Y
35 2 TNEC55ER3.5H902.. 31/2"-65/8" 250 793 43
5/8" 27 3.5 3 TNEC55ER3.5H903.. 7"-85/8" 250 793 6.5 234 43
3 1.25% TNEC56ER3H90SL.. 23/8"-31/2" 2.24 953 5.7
On Edge inserts are compatible with most commonly used toolholders in the market.
U Style - Internal
Insert Size Pitch Taper  Ordering Code Size Dimensions mm Anvil
IC Lmm tpi IPF RH h min X Y RH Toolholder
1/2"U 22 35 2 4UIR3.5H902... 31/2"-65/8" 2.50 4.2 1 YI4U-H90  AVR.-4U
35 3 4UIR3.5H903..  7"-85/8" 250 4.2 1
5/8"U 27 YI5U-H90  AVR.-5UH90
30 1.25% 5UIR3H90SL..  23/8"-31/2" 2.24 55 137
On Edge - Internal
Insert Size  Pitch Taper  Ordering Code Size Dimensions mm Position
IC  Lmm tpi IPF RH h min T @ C X Y
35 2 TNEC55IR3.5H902... 31/2"-65/8" 249 793 43
5/8" 27 35 3 TNEC55IR3.5H903... 7 "-85/8" 249 793 6.5 234 43
3 1.25%  TNEC56IR3H90SL... 23/8"-31/2" 224 9.53 5.7

On Edge inserts are compatible with most commonly used toolholders in the market.

I *H-90 Slimline.
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External / Internal

Internal
R0.107P 30°

External

A

Defined by: DIN 40430 Standard External Standard Internal
Tolerance class: Standard

Standard - External

Insert Size  Pitch Thread Ordering Code Dimensions mm  Anvil

IC Lmm tpi RH LH hmin X Y RH LH  Toolholder
20 Pg7 2ER20PG... 2EL20PG... 061 08 09

74" 1 18 Pg9/11/13.5/16 2ER18PG... 2EL18PG... 0.67 0.8 1.0 - = NL.-2 (LH)
16 Pg21/29/36/42/48 2ER16PG... 2EL16PG... 076 09 1.1
20 Pg7 3ER20PG... 3EL20PG... 061 08 09

3/8" 16 18 Pg9/11/13.5/16 3ER18PG... 3EL18PG... 067 0.8 1.0 YE3 VI3 AL.-3 (LH)

16 Pg21/29/36/42/48  3ER16PG.. 3EL16PG... 076 09 1.1

Standard - Internal

Insert Size  Pitch Thread Ordering Code Dimensions mm Anvil
IC Lmm tpi RH LH hmin X Y RH LH Toolholder
20 Pg7 2IR20PG... 2IL20PG... 064 08 09
74" N 18 Pg9/11/13.5/16 2IR18PG... 2IL18PG... 0.67 08 1.0 - = NVR.-2 (LH)
16 Pg21/29/36/42/48 2IR16PG... 2IL16PG... 076 09 1.1
20 Pg7 3IR20PG... 3IL20PG... 064 08 09
3/8" 16 18 Pg11/13.5/16 3IR18PG... 3IL18PG... 067 08 1.0 Yi3 YE3 AVR..-3 (LH)

16 Pg21/29/36/42/48  3IR16PG... 3IL16PG... 076 08 1.1
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Pg (cont MINIPRO
Internal

h

External

Defined by: DIN 40430
Tolerance class: Standard

Mini-3 Standard

Insert Size  Pitch  Thread Ordering Code Dimensions mm  Min. Bore Dia.
ICmm Lmm  tpi RH LH hmin Y F mm Toolholder
50 8 20 Pg7 5.0KIR20PG... 061 07 47 7.8 (ONVRC7-5.0K (LH)
20 Pg7 6.0IR20PG... 061 08 53
6.0 10 10.0 NVR1.-6.0
18 Pg9/11/13.5/16  6.0IR18PG... 067 09 53
Left handed tool supplied by request (Example: 5LILT.OMJ...).
Mini-L
Insert Size  Pitch Thread Ordering Code Dimensionsmm  Min. Bore Dia.
ICmm tpi RH LH hmin Y F mm Toolholder
20 Pg7 S5LIR20PG... 061 08 465
50L 8.0 NVR10.-5
18 Pg9/11/13.5/16  5LIR18PG... 067 09 465

Left handed tool supplied by request (Example: 5LIL20PG...).
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Thread Turning Toolholders



Contents Thread Turning Thread Milling MiniPro

Vardex Ordering Code System
B External Toolholders

A L 32 - 4 U C
1 2 3 4 5 6 7 8 9
1- Anvil 2 - Holder Style 3 - Shank Square [mm)] 4 - Insert Size
A - Anvil Required L - External 8,10, 12,16, 20, 25, 32, 2-1C1/4"
N - No Anvil Required V - Miniature Square Shank 40, 50, 60 3-1C3/8"
O - Miniature Holder VR - Miniature Round Shank 4-1C1/2"
5-1C5/8"
5 - Insert Style 6 - Clamping 7 - Insert Width
U-Ustyle C - With Clamping (for IC5/8"V)
V - Vertical 6,8,10
F-FLine
M - Multi+ M
MF - Multi+ F Line
Z-Multi+ Z
T-Multi+ T
14D - Multi+ 14D
MG - Mega Line
8 -Tool Type 9 - RH/LH Holder
CQ - Drop Head None - Right Hand
FQ - Off-Set LH - Left Hand
Oil - For APl Inserts
M Internal Toolholders
C A VR C 20 - 3
1 2 3 4 5 6 7 8 9 10 11 12
1- Shank Type 2 - Anvil 3 -Tool Type 5-Shank Front Dia. 6 - Holder Length
B - Anti Vibration System A - Anvil Required VR - Internal Round Shank 10,100, 12,13, 16 (Mini Holders)
C - Carbide Shank N - No Anvil Required - 16D, 20, 25, 25D, 32,40, 50 U - Ultra Short
S - Mini Holders O - Miniature Holder 4 - Cooling 6.2 (Mini Adjust) S - Short
C - With Coolant Channel 8.0 (Mini Adjust) M - Medium
L-Long
7- Insert Size 8 - Insert Style 9 - Clamping 12 - Serial No. T- Adjustable
U-Ustyle C-Wth Clamp 156/... (Coarse Pitch Holder)
5L-1C5.0L mm V - Vertical 206/... (V6 Holder)
4.0K - 1C4.0 mm ) 10 -Oil Field
F-Fline
5.0K-1C5.0 mm M - Multis M OIL - For APl Inserts
6.0 -1C6.0 mm
MF - Multi+ F Li
2-1C1/4" st FHne 11 - RH/LH Holder
3-103/8" Z - Multi+ Z
4> 1/ T-Multi+T None - Right Hand
s i . 14D - Multi+ 14D LH - Left Hand
MG - Mega Line
B Micro, Microscope & Adjustable Toolholders (Sleeves)
M H C 20 - 4 - 4F
1 2 3 4 5 6
1- Holder Shape 2 - Holder Type 3-Cooling 4 - Shank Size [mm]| | 5-Holder Bore Size| | 6 - No. of Flats
S-Sleeve V- Adjustable Holders for Mini C- Coolant Channel | | 10,12,16,20 Micro Size AF - 4 Flats
(Double Ended) M- Micro (Double Ended) 3,4,5,6,7,8,10 None - 2 Flats
M - Microscope H - Microscope Holder Adjustable Holders
(Single Ended) HS - Microscope with Square Shank (for Mini) 6.2, 8
HD - Microscope with Drop Head
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Contents Thread Turning Thread Milling

B V-CAP Toolholders

VCAP 40 = S E R 27 050 = 3
1 2 4 5 6 7 8 9
1- Holder Style 2 - D (Polygon Size) 3 - Insert Style 4 - External / Internal 5-RH/LH
. E - External R - Right Hand
VCAP - Vargus Polygon Shank 32,40,50,63 S - Threading I - Internal L - Left Hand
6 - Cutting Radius 7 - Tool Overhang 8 - Insert Size
12-55 40-105 3-1C3/8"
B VG-Cut Toolholders for Threading
VG E R 2525 = 3 T12
1 2 4 5 6
1 - Line Name 2 - Application Approach 3-RH/LH 4 - Shank Size
. . R - Right Hand Width-Height
VG - Deep Grooving & Parting Off E - External L - Left Hand
5 - Pocket Size 6 - Depth of Cut
3 T12 - Limit Depth of Cut 12 mm
B Mini-V Holders
C Vv 08 = 12 21 =
1 2 3 4 5 6
1- Holder Type 2 - Product Line 3 - Insert Style 4 - Shank Diameter 5 -Tool Overhang 6-RH
C- Carbide Shank | |V -Mini-v 08,11,14,16 6,8,12,16 12,21,29, 30,42, None - RH
None - Steel Shank 50, 56, 64, 80
B Mini-V Sleeves
MH C 16 = 6
1 2 3 4
1- Holder Type 2 - Cooling 3 - Shank Dia. 4 - Sleeve Bore Dia.
MH - Microscope Holder C - Cooling Channels 12,16,20 6,8

EUMO Ehrenberg Group
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Contents Thread Turning Thread Milling MiniPro

External Toolholders

f
HI H
]
t
F B
¥
— L2
L1
Standard Spare Parts
Insert Size  Ordering Code Dimensions mm /
IC RH/LH H=H1=B F L1 L2 Insert Screw  Anvil Screw Torx Key Anvil RH Anvil LH
NL8-2 8 11 136.4 17.5
1/4" NL10-2 10 " 125.0 175 SN2T = K2T = =
NL12-2 12 12 125.0 17.5
NL12-3 12 16 83.2 22 SA3T - K3T - -
AL3/8-3 9.52 16 63.6 20.5
AL12-3 12 16 83.2 22
3/8" AL16-3 16 16 100.0 20.5
SA3T SY3T K3T YE3 YI3
AL20-3 20 20 128.6 30
AL25-3 25 25 153.6 30
AL32-3 32 32 173.6 30
AL25-4 25 25 155.7 36
172" AL32-4 32 32 1757 36 SAAT SY4T K4T YE4 Yi4
AL40-4 40 40 205.7 36
AL25-5 25 32 151.6 35
AL32-5 32 32 176.6 40
5/8" SAST SY5T K5T YES Y5
AL40-5 40 40 206.6 40
AL50-5 50 50 256.6 40

The above toolholders are for RH inserts. For LH inserts, add LH to the toolholder’s ordering code (Example AL20-3LH).

I The above toolholders have a 1.5° helix angle. For other helix angles, see page 201.
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External Toolholders FLINE
©)
I““\‘ o))
I o
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L1
Standard F-Line Spare Parts
Insert Size  Ordering Code Dimensions mm /
IC RH H=H1=B F L1 L2 Insert Screw Anvil Screw Torx Key Anvil RH
AL25-4F 25 25 155 33
1/2"F AL32-4F 32 32 175 33 SA4T SYAT K4T YE4F
AL40-4F 40 40 205 33

External Toolholders

Max. coolant pressure 10bar

V-CAP Spare Parts
Insert Size Ordering Code Dimensions mm /
IC RH/LH D F L2 |InsertScrew Anvil Screw  TorxKey  CoolantJet  AnvilRH Anvil LH
VCAP32-SER22040-3 32 22 40
VCAP40-SER27050-3 40 27 50 0OD6
3/8" SA3T SY3T K3T YE3 Y3

VCAP50-SER35060-3 50 35 60
VCAP63-SER45065-3 63 45 65 oDs8

The above toolholders are for RH inserts. For LH inserts, add LH to the toolholder’s ordering code (Example VCAP32-SEL22040-3).

I The above toolholders have a 1.5° helix angle. For other helix angles, see page 201.
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Contents Thread Turning Thread Milling MiniPro

External Toolholders

0
H1 H
4 0
F B
v
— L2 —>
L
Standard with Clamp
(Dual System, Screw or Clamp) Spare Parts
Insert Size  Ordering Code Dimensions mm )
IC RH/LH H=H1=B F L1 L2 Insert Screw Anvil Screw  Clamp TorxKey — Anvil RH Anvil LH
AL16-3C 16 16 100.0 20.5
AL20-3C 20 20 128.6 30
3/8" SA3T SY3T 3 K3CT YE3 Yi3
AL25-3C 25 25 153.6 30
AL32-3C 32 32 173.6 30
AL25-4C 25 25 155.7 36
/2" AL32-4C 32 32 175.7 36 SA4T SY4T Cc4 K4T YE4 Yi4
AL40-4C 40 40 205.7 36
AL25-5C 25 32 151.6 35
AL32-5C 32 32 176.6 40
5/8" SAST SY5T c5 K5T YES YI5
AL40-5C 40 40 206.6 40
AL50-5C 50 50 256.6 40

The above toolholders are for RH inserts. For LH inserts, add LH to the toolholder’s ordering code (Example AL16-3CLH).

I The above toolholders have a 1.5° helix angle. For other helix angles, see page 201.
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External Toolholders ~QilaGas
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Oil & Gas Spare Parts
i Ordering Code Thread Form e Dimensions mm Helix
Size 9 or Size Angle
IC RH H=H1=B=F L1 L2 Insert Screw Anvil Screw  TorxKey — Anvil RH
AL32-3APIRD  APIRD 8 2.375"-20" 32 1730 288 1
380 ———————— Shia e SA3T SY3T K3T YEI3 APIRD
AL40-3 APRD  APIRD 10 105-3.5 40 2050 374 1
AL32-4 SBUT/API 5T 41/2"20" 32 1770 366 0 VElAPLIP
172" V0.038R, V0.050, ! i SA4T SY4T K4T A
AL40-4 SBUT/API \i0/040, 10,055 NCIO-NCT7allsizes 40 5040 345 0 YEI4-5BUT
AL32-50IL V0.038R, V0.050 NC23-NC77 all sizes 32 1759 400 15
5/8" - SAST SY5T K5T YE5OIL
AL40-50IL V0.038R, V0.050 NC23-NC77 all sizes 40 2059 400 15

vnvarqus| 1s9 |
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Contents Thread Turning Thread Milling MiniPro

External Toolholders

4
3 ¥
2 H1 H
©
2
1 1
F B
L2
L1
U Style Spare Parts
Insert Size  Ordering Code Dimensions mm ,
IC RH/LH H=H1=B F L1 L2 Insert Screw  Anvil Screw Torx Key Anvil RH Anvil LH
AL25-4U 25 25 178.4 38
1/2"U AL32-4U 32 32 1784 38 SAAT SY4T K4aT YE4U Yi4U
AL40-4U 40 40 2084 38
AL25-5U 25 25 179.1 40
AL32-5U 32 32 1791 40
5/8"U SAST SY5T K5T YESU YI5U
AL40-5U 40 40 200.] 40
AL50-5U 50 50 2591 40
External Toolholders
0
H1 H
4 4
F B
3]
e L2 —>
L1
U Style with Clamp
(Dual System, Screw or Clamp) Spare Parts
Insert Size  Ordering Code Dimensions mm /
IC RH/LH H=H1=B F L1 L2 Insert Screw  Anvil Screw Clamp Torx Key Anvil RH Anvil LH
AL32-4UC 32 32 178.4 38
1/2"U SAAT SYAT 4 K4T YE4U Yi4U
AL40-4UC 40 40 2084 38
AL32-5UC 32 32 179.1 40
5/8"U AL40-5UC 40 40 209.1 40 SAST SYST () K5T YE5U YI5U
AL50-5UC 50 50 259.1 40

The above toolholders are for RH inserts. For LH inserts, add LH to the toolholder’s ordering code (Example AL25-4ULH).

I All'U Style Toolholders have a 1.5° helix angle. For other helix angles see page 201.
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External Toolholders

Thread Milling  MiniPro

L1

L2
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C—>
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A
Slim Throat Spare Parts
Insert Size  Ordering Code Dimensions mm /
IC RH/LH H=B=F H1 A B1 C al L1 L2 r Insert Screw  Torx Key
NL8-2V 8 10 7 4.8 12.5 1.5 60 14.0 1
oy NL10-2V 10 10 7 6.8 12.5 1.5 70 14.0 1 SNIT KT
NL12-2V 12 12 7 8.8 14.5 1.5 80 14.0 3
NL16-2V 16 16 7 12.8 14.5 1.5 100 14.0 3
NL10-3V 10 14 7 6.4 14.5 1.5 70 18.5 3
NL12-3V 12 14 7 84 14.5 11.5 80 18.5 3
NL16-3V 16 16 7 124 14.5 1.5 100 250 3
3/8"V NL20-3V 20 20 7 16.4 16.5 1.5 125 30.0 3 SN3TV K3T
NL25-3V 25 25 7 214 16.5 1.5 150 30.0 5
NL32-3V 32 32 7 284 16.5 11.5 170 30.0 5
NL40-3V 40 40 7 364 16.5 1.5 200 30.0 5
NL25-4V 25 25 12 20.2 16.5 1.5 150 30.0 5
172"V NL32-4V 32 32 12 27.2 16.5 1.5 170 30.0 5 SN4T K4T
NL40-4V 40 40 12 352 16.5 1.5 200 30.0 5

The above toolholders are for RH inserts. For LH inserts, add LH to the toolholder’s ordering code (Example NL8-2VLH).

I All Slim Throat toolholders have a 1.5° helix angle see page 201.
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Thread Milling  MiniPro

Contents Thread Turning

External Toolholders

f = f
H H1
1 I : |
H2]
L1
PW
; 1
? 1
T max
VG-Cut Spare Parts
Ordering Code Dimensions mm /\
PW RH/LH HxB F L1 L2 a H2 Cylindrical Holder Screw  Torx Key
VGER1212-3T12 12x12 10.8 125 35 24 4.0
S SM3,5x14-T15 KT-15
VGEL1212-3T12 12x12 10.8 125 35 24 4.0
VGER1616-3T12 16x16 14.8 125 35 24 4.0
3 VGEL1616-3T12 16x16 14.8 125 35 24 4.0
VGER2020-3T12 20x20 18.8 125 35 24 -
R — SM4,0x18-T20 KeT
VGEL2020-3T12 20x20 18.8 125 35 24 -
VGER2525-3T12 25x25 238 125 35 24 -
VGEL2525-3T12 25x25 23.8 125 35 24 =

I All VG-Cut tooling have 1.5° helix angle.
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Contents Thread Turning

External Toolholders

L1

L2
R )
H1 H
1 )
£ Bl B
V Style Spare Parts
Insert Size  Ordering Code Dimensions mm , /\
IC RH/LH H=H1=B B1 F L1 L2 Insert Screw Torx key
NL32-5V-6 32 255 320 170 40
NL32-5V-8 32 255 34.1 170 40
NL32-5V-10 32 255 35.8 170 40
NL32-5V-10ABUT* 32 25.5 35.8 170 40
5/8"V SN6T KeT
NL40-5V-6 40 335 40.0 200 40
NL40-5V-8 40 335 421 200 40
NL40-5V-10 40 335 438 200 40
NL40-5V-10ABUT* 40 335 438 200 40
AllV Style toolholders have a 1° helix angle.
The above toolholders are for RH inserts. For LH inserts, add LH to the toolholder’s ordering code (Example NL32-5V-6 LH).
* Tobe used only with inserts 5VER2.5ABUT...
External Toolholders
)
H1 H
) 1
F B
2
< L2
L1
Z+ Style Spare Parts Multlﬂﬁ
Insert Size  Ordering Code Dimensions mm ,
IC RH H=H1=B F L1 L2 Insert Screw  Anvil Screw Torx Key Anvil LH
AL32-47 32 32 178.4 38
1/2"Z SA4T SY4T K4T Yi4Z
AL40-47 40 40 2084 38
AL32-5Z 32 32 179.1 40
5/8"Z AL40-5Z 40 40 2009.1 40 SAST SYST K5T YI5Z
AL50-57 50 50 2591 40

All Z Style toolholders have a 1.5° helix angle.
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Contents Thread Turning Thread Milling MiniPro

External Toolholders

)
HI1 H
1 A
F B
v
l«— [ 2 —>
L1
M+ Style Spare Parts Mu“'ﬁa
Insert Size  Ordering Code Dimensions mm /
IC RH H=H1=B F L1 L2 Insert Screw  Anvil Screw Torx Key Anvil RH Anvil LH
AL32-5M 32 32 176.6 40
5/8"M AL40-5M 40 40 206.6 40 SAST SYST K5T YESM YI5SM
AL50-5M 50 50 256.6 40
External Toolholders FLINE
neay
"o !
I ]
] f
F B
1 J
— 2 —
L1
F-Line M+ Style Spare Parts Multil:
Insert Size  Ordering Code Dimensions mm )
IC RH H=H1=B E L1 L2 Insert Screw Anvil Screw Torx Key Anvil RH
AL25-4MF 25 25 155 33
1/2"F AL32-4MF 32 32 175 33 SA4T SY4T K4T YEAM2F
AL40-4MF 40 40 205 33

I The above toolholders have a 1.5° helix angle. For other helix angles, see page 201.
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External Toolholders

0
H1 H
A
F B
L
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L1
T+ Style Spare Parts Mult@
Insert Size  Ordering Code Dimensions mm ’ ‘ /\ v v
IC RH H=H1=B F L1 L2 Insert Screw Anvil Screw Insert TorxKey — Anvil TorxKey  Anvil RH/LH
AL25-4T 25 27 150 30
1/2"T AL32-4T 32 34 170 30 SA4T SY4K2 KaT K2 YAT
AL40-4T 40 42 200 30
All'T Style toolholders have a 0° helix angle.
External Toolholders Qil:Gas

=—

f
B
|
N
14D Standard Spare Parts Mu‘tlﬁﬁ
Insert Size  Ordering Code Dimensions mm /
IC RH H=H1=B F L1 L2 Insert Screw Anvil Screw & Washer Torx Key Anvil Key
AL25-14D 25 32 150 25
14D AL32-14D 32 40 170 25 SAST M4x6(14D) KT15 K5T
AL40-14D 40 40 200 30
14D holders are supplied without anvils. For specific applications, please use the anvils indicated in the table on page 202.
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Contents Thread Turning Thread Milling MiniPro

External Toolholders

o 7 0
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Off-Set Qualified (FQ) Spare Parts
Insert Size  Ordering Code Dimensions mm /
IC RH/LH H=H1=B F L1 L2 Insert Screw  Anvil Screw Torx Key Anvil RH Anvil LH
AL20-3FQ 20 25 125 25
3/8" AL25-3FQ 25 32 150 25 SA3T SY3T K3T YE3 YI3
AL32-3FQ 32 40 170 32
AL25-4FQ 25 32 150 30
172" SA4T SY4AT K4T YE4 Y4
AL32-4FQ 32 40 170 30
5/8" AL32-5FQ 32 40 170 35 SAST SY5T K5T YES YI5
External Toolholders
ﬁ
H
H1
L3
i
F B
iy
L2
L1
Drop Head-Qualified (CQ) Spare Parts
Insert Size  Ordering Code Dimensions mm /
IC RH/LH H=B E L1 L2 L3 H1 Insert Screw Anvil Screw Torx Key Anvil RH Anvil LH
AL20-3CQ 20 25 125 24 38 17.5
3/8" AL25-3CQ 25 32 150 24 38 22.2 SA3T SY3T K3T YE3 YI3
AL32-3CQ 32 40 170 24 38 22.2
AL25-4CQ 25 32 150 30 38 22.2
1/2" SAAT SY4T K4T YE4 Yi4
AL32-4CQ 32 40 170 30 38 22.2
5/8" AL32-5CQ 32 40 170 33 43 254 SAST SY5T K5T YES Y15

The above toolholders are for RH inserts. For LH inserts, add LH to the toolholder’s ordering code (Example AL20-3FQLH).

I The above toolholders have a 1.5° helix angle. For other helix angles see page 201.
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MiniPro

External + Internal Toolholders

L1

Miniature Square Shank*

Spare Parts

Insert Size  Ordering Code Dimensions mm Min. Bore Dia. /
IC RH/LH A L L1 (max) F mm Insert Screw Torx Key
0ov8-2 8 100 25 12 29.2
1/4" SN2T K2T
OV10-2 10 100 25 14 36.1
External + Internal Toolholders
DI . ~A~
- ¥
F
L1 —
L
Miniature Round Shank* Spare Parts
Insert Size  Ordering Code Dimensions mm Min. Bore Dia. l
IC RH/LH A L L1 (max) D D1 F mm Insert Screw Torx Key
OVR12-2 114 100 25 12 10 74 13
1/4" OVR15-2 14.3 100 32 15 13 89 16 SN2T K2T
OVR16D-2 15.3 100 32 16 13 89 16

* Miniature square and round toolholders are designed for use on automatic
lathes for the optical and other precision industries. They can be used for
both external and internal threading, as follows:

Thread ER EL IR IL
Insert ER EL IR IL
Holder LH RH RH LH

I Miniature toolholders have a 0.5° helix angle.

The above toolholders are for RH inserts. For LH inserts, add LH to the toolholder’s ordering code (Example OV8-2LH).
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Contents Thread Turning Thread Milling MiniPro

-,m Internal Toolholders

J

D d
) I — A
Standard Spare Parts
Insert Size  Ordering Code Dimensions mm Bowe"l]jia. ’
IC RH/LH A (n:;x) D D1 F mm Insert Screw  Anvil Screw Torx Key Anvil RH Anvil LH
NVR10D-2 95 100 40 10 100 73 13
1/4" NVR10-2 180 180 25 20 100 73 13 SN2T S K2T S S
NVR13-2 180 180 32 20 130 89 16
NVR13-3 180 180 32 20 127 103 17
NVR16-3 18.0 180 40 20 160 115 20 SN3T o K3T = =
NVR16D-3 152 150 64 16 160 113 20
., AVR20-3 180 180 80 20 200 134 24
I8 AVR25-3 290 250 60 32 250 163 29
AVR25D-3 226 200 100 25 246 161 29 SA3T SY3T K3T Yi3 YE3
AVR32-3 290 250 128 32 320 196 36
AVR40-3 36.0 300 160 40 400 238 44
NVR20-4 18.0 180 80 20 200 156 27 SN4T S KaT o o
AVR25-4 290 250 60 32 250 174 32
., AVR25D-4 226 200 100 25 246 172 32
2 AVR32-4 290 250 128 32 320 215 39 SAAT SY4T KaT Yi4 YE4
AVR40-4 36.0 300 160 40 400 258 47
AVR50-4 450 350 200 50 500 308 57
AVR32-5 290 250 128 32 320 224 40 SNST SY5T K5T Y5 YES
. AVR40-5 360 300 160 40 400 264 48
o8 AVR50-5 450 350 200 50 500 314 58 SAST SY5T K5T Y15 YE5

AVR60-5 540 400 240 60 60.0 364 69

- The above toolholders have a 1.5° helix angle. For other helix angles, see page 201.

- Toolholders with prefix "N” cannot be used with an anvil.

+ Holders with coolant channel are available as standard (Example NVRC10D-2) .

+ The above toolholders are for RH inserts. For LH inserts, add LH to the toolholder’s ordering code (Example NVR10D-2LH).
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Standard F-Line Spare Parts
Insert Size  Ordering Code Dimensions mm Min. Bore Dia. ’
IC RH A L (nlw-;x) D D1 F mm Insert Screw Anvil Screw  Torx Key Anvil RH
AVRC25-4F 290 250 60 32 250 179 32
AVRC25D-4F 226 200 100 25 24.6 179 32
1/2"F AVRC32-4F 290 250 128 32 320 216 39 SA4T SY4T K4T YI4F
AVRC40-4F 360 300 160 40 40.0 254 47
AVRC50-4F 450 350 200 50 500 306 57

The above toolholders have a 1.5° helix angle. For other helix angles, see page 201.

Internal Toolholders for V6 (without anvil)*

b 3
A
Specially designed for V6 inserts
V6 Style Spare Parts %
Insert Size  Ordering Code Dimensions mm MinD.iEore /
IC RH A L . D D1 F mm Insert Screw Torx Key
(max)
NVRC13-3-206/001 18 180 32 20 12.7 10.3 17 SN3T™M
?<//§ NVRC16-3-206/002 18 180 40 20 16 1.5 20 NET K3T
NVRC16D-3-206/003  15.2 150 64 16 16 n3 20

*  V6inserts cannot be used on standard internal toolholders without anvil. For this purpose you must use one of these special V6 toolholders.
The above toolholders have a 1.5° helix angle.
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Max. coolant pressure 10bar

V-CAP Spare Parts
: . g f Min.
Insert Size  Ordering Code Dimensions mm B D, }

IC RH/LH D1 D F L2 (rrll-;x) mm | InsertScrew  AnvilScrew  TorxKey — CoolantJet  Anvil RH Anvil LH
VCAP40-SIR12060-3  15.5 12 60 37 20 SN3T = K3T 0OD6 - -
VCAP40-SIR14060-3  18.5 14 60 38 25
VCAP40-SIR17070-3 245 40 17 70 48 32

SA3T SY3T K3T OD6 Y3 YE3
VCAP40-5IR22090-3 32.0 22 90 69 40
VCAP40-5IR27080-3 39.5 27 80 60 50
VCAP50-SIR12060-3  15.5 12 60 35 20 SN3T = K3T 0OD6 e e

38" VCAP50-SIR14060-3 18.5 14 60 36 25

VCAP50-SIR17070-3 245 50 17 70 47 32
SA3T SY3T K3T 0OD6 Y3 YE3

VCAP50-SIR22090-3  32.0 22 90 68 40

VCAP50-SIR27105-3  40.0 27 105 84 50

VCAP63-SIR14070-3  18.5 14 70 42 25

VCAP63-SIR17075-3  24.5 17 75 48 32
63 SA3T SY3T K3T oDs8 YI3 YE3

VCAP63-SIR22090-3  32.0 22 90 64 40

VCAP63-SIR27105-3  40.0 27 105 80 50

The above toolholders have a 1.5° helix angle. For other helix angles, see page 201.
The above toolholders are for RH inserts. For LH inserts, add LH to the toolholder’s ordering code (Example VCAP40-SIL12060-3).
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U Style

Standard for Coarse Pitch

Spare Parts

Insert Size Ordering Code Dimensions mm Ftolnsert Holder Helix /
IC RH LH A L (n:-;x) D D1 mm Deg. Insert Screw  Torx Key
1/4" NVRC10-2-156/001 NVRC10-2LH-156/036 180 180 250 20 10.1 6.53 30 SN2T K2T
NVRC11-3-156/005 NVRC11-3LH-156/025 180 180 254 20 11.2 8.30 4.5 SN3T™M K3T
3/8" NVRC13-3-156/006 NVRC13-3LH-156/028 180 180 320 20 13.0 9.05 40
NVRC13-3-156/016 NVRC13-3LH-156/026 180 180 340 20 13.8 8.90 2.5 ST 3T
NVRC17-4-156/007 NVRC17-4LH-156/023 180 180 400 20 16.7 11.45 4.0 SN4TM K4T
1/2" NVRC20-4-156/008 NVRC20-4LH-156/024 180 180 500 20 19.6 12.55 35 SNAT -
NVRC20-4-156/009 NVRC20-4LH-156/033 180 180 500 20 19.6 12.55 3.0
5/g" NVRC25-5-156/012 NVRC25-5LH-156/017 290 250 60.0 32 250 16.78 33 SNSTM KsT
NVRC28-5-156/010 NVRC28-5LH-156/034 290 250 500 32 28.0 17.80 35
U Style for Coarse Pitch Spare Parts
Insert Size Ordering Code Dimensions mm Ftolnsert Holder Helix /

IC RH LH A L (n:-;x) D D1 mm Deg. Insert Screw  Torx Key
6.0U NVRC8-6.0U-156/003  NVRC8-6.0ULH-156/037 180 180 240 20 8.0 5.86 4.0 SN6MT KeMT
14" NVRC10-2U-156/004 NVRC10-2ULH-156/038 180 180 320 20 10.0 740 4.0 SMaT8 KT

NVRC11-2U-156/002 NVRC11-2ULH-156/035 180 180 320 20 1.2 7.30 3.0

NVRC11-3U-156/020 NVRC11-3ULH-156/029 180 180 320 20 11.0 8.23 45
3/8"U  NVRC14-3U-156/018 NVRC14-3ULH-156/030 180 180 380 20 134 9.99 4.5 SN3T™ K3T

NVRC15-3U-156/019 NVRC15-3ULH-156/031 180 180 380 20 154 10.99 4.0

NVRC20-4U-156/011 NVRC20-4ULH-156/021 180 180 400 20 19.2 13.68 4.0 - -
1/2"U NVRC25-4U-156/013 NVRC25-4ULH-156/032 290 250 600 32 25.0 17.63 35

NVRC32-4U-156/014 NVRC32-4ULH-156/022 290 250 600 32 297 18.76 33 SA4T K4T
5/8"U  NVRC32-5U-156/015 NVRC32-5ULH-156/027 290 250 600 32 31.6 2096 32 SN5T K5T
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Standard with Clamp
(Dual System, Screw or Clamp) Spare Parts
Insert Size Ordering Code Dimensions mm Boﬁ/grl]jia l
IC RH/LH A L (rrll-;x) D D1 F mm Insert Screw ~ Anvil Screw  Clamp Torx Key Anvil RH Anvil LH

AVR20-3C 180 180 80 20 200 134 24
AVR25-3C 280 250 60 32 250 163 29
3/8" AVR25D-3C 226 200 100 25 246 161 29 SA3T SY3T a K3CT YI3 YE3
AVR32-3C 290 250 128 32 320 196 36
AVR40-3C 360 300 160 40 400 238 44

AVR25-4C 290 250 60 32 250 174 32
AVR25D-4C 226 200 100 25 246 172 32
172" SA4T SY4T C4 K4T Y4 YE4
AVR32-4C 290 250 128 32 320 215 39

AVR40-4C 360 300 160 40 400 258 47

AVR32-5C 290 250 128 32 320 224 40 SN5T SY5T a5 K5T Y5 YE5
5/g° AVR40-5C 360 300 160 40 400 264 48
AVR50-5C 450 350 200 50 500 314 58 SAST SYST c5 K5T Y5 YES

AVR60-5C 540 400 240 60 60.0 364 69

- The above toolholders have a 1.5° helix angle. For other helix angles, see page 201.
- Holders with coolant channel available as standard (Example AVRC20-3C).
« The above toolholders are for RH inserts. For LH inserts, add LH to the toolholder’s ordering code (Example AVR20-3CLH).
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Yy Internal Toolholders
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D 3 3
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U Style Spare Parts
) ) . ) Min.
Insert Size Ordering Code Dimensions mm Blor® Dl ,
IC RH/LH A (r'rlm_;x) D1 F mm Insert Screw  Anvil Screw Torx Key Anvil RH Anvil LH
AVR32-4U 29 250 128 32 32 255 42
1/2"U SA4T SY4T K4T YI4U YE4U
AVR40-4U 36 300 160 40 40 295 51
NVR32-5U 29 250 128 32 32 247 42 SN5T - K5T - -
oy AVR40-5U 36 300 160 40 40 294 51
AVR50-5U 45 350 200 50 50 343 63 SAST SY5T K5T YI5U YE5U
AVR60-5U 54 400 240 60 60 393 74

- The above toolholders have a 1.5° helix angle. For other helix angles, see page 201.
- Holders with coolant channel available as standard (Example AVRC32-4U).
« The above toolholders are for RH inserts. For LH inserts, add LH to the toolholder's ordering code (Example AVR32-4ULH).
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Contents Thread Turning Thread Milling MiniPro

I

Internal Toolholders

%
P
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©
o
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D 3
A
U style with Clamp
(Dual System, Screw or Clamp) Spare Parts
. . . . Min.
Insert Size Ordering Code Dimensions mm Boi Die, ’
IC RH/LH A L (n:;x) D D1 F mm | Insert Screw  Anvil Screw Clamp Torx Key Anvil RH Anvil LH
AVR32-4UC 290 250 128 32 320 255 42
1/2"U SA4T SY4T 4 K4T Y14U YE4U
AVR40-4UC 360 300 160 40 400 295 51
AVR40-5UC 360 300 160 40 400 294 53
5/8"U AVR50-5UC 450 350 200 50 500 344 63 SAST SYST C5 K5T YI5U YE5U
AVR60-5UC 540 400 240 60 600 393 74

The above toolholders have a 1.5° helix angle. For other helix angles, see page 201.

(OYYYYYY]

Internal Toolholders

T
.,
NV IVIYIIY

\4 Style Spare Parts
Insert Size Ordering Code Dimensions mm / /\
IC RH/LH A L L1 (max) D F w Insert Screw Torx Key
NVR40-5V 36 300 160 40 284 6.5
5/8"V NVR50-5V 45 350 200 50 334 6.5 SN6T KeT
NVR60-5V 54 400 240 60 38.0 6.5
The above toolholders have a 1.0° helix angle.
Minimum Bore Diameter
Pitch mm 6.01SO 8.0150 10.0 1SO
Holder Pitch tpi 4 UN 3 UN 25W
NVR40-5V 48 54 62 68
NVR50-5V 58 58 62 68
NVR60-5V 68 68 68 68

Holders with coolant channel available as standard (Example AVRC32-4UC).

I The above toolholders are for RH inserts. For LH inserts, add LH to the toolholder’s ordering code (Example AVR32-4UCLH).
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L
Z+ Style Spare Parts MUIt.#E
) . ) ) Min.
Insert Size Ordering Code Dimensions mm Bore Dia. /
IC RH A L (n:-;x) D1 E mm Insert Screw — Anvil Screw  Torx Key Anvil RH Anvil LH
AVR32-47 29 250 128 32 32 255 42
1/2"7 SA4T SY4T K4T Y14z YE4Z
AVR40-47 36 300 160 40 40 29.5 51
NVR32-57 29 250 128 32 32 24.7 42 SN5T = K5T = =
5/87 AVR40-57 36 300 160 40 40 294 53
AVR50-57 45 350 200 50 50 343 63 SA5T SY5T K5T YI5Z YES5Z
AVR60-57 54 400 240 60 60 393 74
o Internal Toolholders
e
QI\V" AAARD
D d
A

M+ Style Spare Parts Multlﬂﬁ
Insert Size Ordering Code Dimensions mm Boﬁ/g%ia l
IC RH A L (n:-;x) D D1 F mm Insert Screw  Anvil Screw  Torx Key Anvil RH Anvil LH
AVR32-5M 29 250 128 32 32 224 40 SN5T SYST K5T YI5M YESM
5/8"M AVR40-5M 36 300 160 40 40 264 48
AVR50-5M 45 350 200 50 50 314 58 SAST SYST K5T YI5M YESM
AVR60-5M 54 400 240 60 60 364 69
The above toolholders have a 1.5° helix angle. For other helix angles, see page 201.
Holders with coolant channel available as standard (Example AVRC32-42).
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Thread Milling MiniPro

Contents Thread Turning

Internal Toolholders

FLINE

%
P
]

©
[e]

=
3
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F-Line M+ Style

Spare Parts Mu‘tlﬂﬁ

Insert Size  Ordering Code Dimensions mm Borl\'/g%ia /
IC RH A L (nll_;x) D D1 F mm Insert Screw Anvil Screw Torx Key Anvil RH
AVRC25-4MF 29 250 60 32 250 179 32
AVRC25D-4MF 226 200 100 25 246 179 32
1/2"F AVRC32-4MF 29 250 128 32 320 214 39 SA4T SYAT K4T YI4M2F
AVRC40-4MF 36 300 160 40 400 256 47
AVRC50-4MF 45 350 200 50 500 306 57
The above toolholders have a 1.5° helix angle. For other helix angles, see page 201.
A w] Internal Toolholders
A CARAAAA
L
D
t
- A

Multals

T+ Style Spare Parts
. ) . . Min.
Insert Size  Ordering Code Dimensions mm Blei Dl ) ‘ /\ v v
IC RH A L (rrl;;x) D F mm Insert Screw  Anvil Screw  Torx Key  Anvil TorxKey Anvil RH/LH
AVR40-4T 36 300 160 40 233 60
1/2'T AVR50-4T 45 350 200 50 283 70 SAAT SY4K2 K4T K2 YAT
AVR60-4T 54 400 240 60 333 80

All toolholders have a 0° helix angle.
Holders with coolant channel available as standard (Example: AVRC40-4T).
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Thread Milling MiniPro

~QilaGas

il

A
N o

14D Standard

Spare Parts

. . . " Min.
Insert Size  Ordering Code Dimensions mm Blor= D, , /\
IC RH A (nl;;x) D F mm Insert Screw AE\\/}\}SSCF{?/ Torx Key Anvil Key
AVRC40-14D 37 300 160 40 26 54.5
14D SAST M4x6(14D) K5T KT15
AVRC50-14D 46 300 160 50 25 54.5
~QilzGas

L)
JON NN

\\\\\“\\\\\\\\\\—' Internal Toolholders

<A

— A

14D Standard with Clamp

Spare Parts

Multals

Insert Size Ordering Code Dimensions mm Bo,ygrlsia , /\
IC RH A L d D F mm Insert Screw Al Sty Clam Torx Ke Anvil Ke
(max) & Washer P Y Y
AVRC40-14DC 37 300 160 40 26 54.5
14D SAST M4x6(14D) c5 K5T KT15
AVRC50-14DC 46 300 160 50 25 54.5
I 14D holders are supplied without anvils. For specific applications, please use the anvils indicated in the table on page 202.
wvvarqus| 17z |

.....................

Thread Turning

Toolholders




(o)}
=
c
5
=
el
©
v
=
He
-

%
P
]

©
[e]

=
3
=

Contents Thread Turning Thread Milling MiniPro

Internal Toolholders

~QilzGas

A
- A
(e
Oil & Gas Spare Parts
Ir%iszeert Ordering Code Thread Form Connoerc;iigen No. Dimensions mm AHrfglin)((e /
IC RH A L D F Insert Screw — Anvil Screw — Torx Key Anvil RH
APIRD 8 375"-20"
AVRC25-3APRD  hHIR33, Iy 29 250 25 145 1
38" AVRC323APRD  HHIRD8 2375'20"166-35" 29 250 32 196 1 | SA3T SY3T KT YEI3-APIRD
APIRD 8 o1 o
AVRCA0-3 APIRD  KHIRS3, 2375201935 36 300 40 220 1
172 AVRCAO-4BUT/API SBUT V.O38R V050, 4 1/2720° 36 300 40 242 0 | SAAT Sy4T k4T ~ JEM-APLIP
V.040, V.05 NCIO-NC77 all sizes : YEI4-5BUT
AVR50-501L V0.038R NC23-NC38
AVRCS0-50IL  VO.038R NC23-NC38 5300050 226 15
5/8" ' SAST SYsT KsT  YI50IL
AVR80-50IL VO.050R NC40-NC77
72 400 80 397 15
AVRC80-50IL  VO.050R NC40-NC77
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Thread Milling  MiniPro

Thread Turning
Toolholders

Standard with Carbide Shank Spare Parts
Insert Size  Ordering Code Dimensions mm Min. Bore Dia. /
IC RH/LH D A F (n:;x) mm Insert Screw  Anvil Screw  Torx Key Anvil RH Anvil LH
CNVRC10-2 10 9.5 73 150 60 13
1/4" SN2T S K2T S S
CNVRC12-2 12 1.7 8.3 180 72 15
378" CNVRC16-3 16 15.6 1.5 200 96 20 SN3T S K3T S S
CAVRC20-3 20 19.5 134 250 120 24 SA3T SY3T K3T YI3 YE3
172" CNVRC20-4 20 19.5 13.8 250 120 25 SN4T = KaT o S

Toolholders with prefix "CN” cannot be used with an anvil. The above toolholders have coolant channel as standard.

Holding Device

L1=6xD (max) ———

~— 3xD (min)

The overhang to bar diameter ratio should be as small as possible to eliminate
the chance of chatter (vibration). The minimum length inside a holding device
should be 3 times the diameter of the bar shank.

The above toolholders have 1.5° helix angle. For other helix angles see page 201.
The above toolholders are for RH inserts. For LH inserts, add LH to the toolholder’s ordering code (Example CNVRC10-2LH).
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Internal Toolholders Mini-V
2. L
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° < ﬁ= 777777 EEe—— — A
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¥
D1
Carbide Shank with Alloy Steel Head Spare Parts
Insert Style Ordering Code Dimensions mm / -~
Sleeve RH A L L1 D D1 Screw Size Torx Key
- CV08-1221 80.5 21
V08 ns —— 12 6 SNVO08 M2.6x0.45x8 K2T
= CV08-1230 90.5 30
- CV11-1229 95.0 29
v ns — 12 8 SNV M3.5x0.6x10 K3T
- CV11-1242 110.0 42
- CV16-1240 130.0 40
V16 = CV16-1256 11.0 130.0 56 12 " SNV16 M5x0.8x12 K4T
- CV16-1280 150.0 80
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Reinforced Carbide Shank

Spare Parts

Insert Style Ordering Code Dimensions mm / 1
Sleeve RH A L L1 D S1 S2 Screw Size Key
CV14-1234 " 1000 340 12 9.3 1.9
V14 SNV14 M4x0.7x12 KT15
CV14-1634 15 100.0 340 16 93 12.45
V16 - CV16-1640 15 1297 397 16 il 14.75 SNV16 M5x0.8x12 K4T
wvvarqgus| 1si |
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Toolholders

Contents Thread Turning Thread Milling MiniPro

Internal Toolholders

D1

Alloy Steel Shank

Spare Parts

Insert Style Ordering Code Dimensions mm / ~
Sleeve RH A L L1 D Screw Size Torx Key

V08 - \V08-1612 15.6 80 12 16 SNVO08 M2.6x0.45x8 K2T

V11 = V11-1612 15.6 80 12 16 SNV11 M3.5x0.6x10 K3T

V16 - V16-1622 15.0 100 22 16 SNV16 M5.0x0.8x12 K4T

Internal Toolholders

Alloy Steel Shank

Spare Parts

Insert Style Ordering Code Dimensions mm / 1 |
Sleeve RH A L L1 D S1 Screw Size Torx Key
V14 - V14-1620 15.0 100 20 16 9.5 SNV14 M4x0.7x12 KT15
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Internal Toolholders Mini-V

o
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o
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D1

Holder for Sleeve Clamping Spare Parts
Insert Style  Ordering Code Dimensions mm Ordering Code / -~
RH A L L1 (max) D D1 Sleeve Screw Size Torx Key
V08 CV08-0621 - 45 21 6 6 MHC..-6 SNV08 M2.6x0.45x8 K2T
V11 CV11-0829 = 64.5 29 8 8 MHC..-8 SNV M3.5x0.6x10 K3T
L] o
Internal Toolholders Mini-V

Sleeves Spare Parts
Ordering Code Dimensions mm ’
d Sleeve D=B H1 H L Screw Torx Key
MHC12-6 12 16.0 10.8 70.0
6 MHC16-6 16 18.6 14.8 75.0
MHC20-6 20 220 18.8 84.0 SL7DT15 KT15
g MHC16-8 16 18.6 14.8 100.0
MHC20-8 20 220 18.8 103.5
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Contents Thread Turning Thread Milling MiniPro

/“HI/HHHH)III/ Internal Toolholders Standard MINIPRO

D
ot
L
%
Ca(b@esm
D1 O
v A/ |
fffff —1 @\
] 7 \I I
L1
L
Mini-3 Standard Spare Parts
Insert Size Ordering Code Dimensions mm Anti-Vibration System ’ » ,
IC RH/LH A L L1 D D1 Insert Screw Torx Key
SNVR5-4.0K 11.0 100 12 12 5.1 No SNAMT KEMT
CNVRC5-4.0K 5.2 100 26 6 5.1 Carbide Shank

m Internal Toolholders Standard

c)‘ee\ sk\a(\\a
\8
Ca(b'\de S
Mini-3 Standard Spare Parts
Insert Size Ordering Code Dimensions mm Anti-Vibration System f _ ,
IC RH/LH A L L1 D D1 Insert Screw Torx Key
NVRC7-5.0K 15 125 18 16 6.6 No
50 SNSMT KoMT
CNVRC7-5.0K 7 125 31 8 6.6 Carbide Shank

The above toolholders have 2.5° helix angle.
The above toolholders are for RH inserts. For LH inserts, add LH to the toolholder’s ordering code (Example: CNVRC5-4.0KLH).
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Mini-3 U Style Spare Parts
Insert Size  Ordering Code Dimensions mm Anti-Vibration System / l’
ICmm RH/LH A L L1 D D1 Insert Screw Torx Key
NVRC8-5.0KU 15 125 21 16 73 No
5.0U SNSMT K6MT
CNVRC8-5.0KU 7 125 35 8 73 Carbide Shank
Internal Toolholders
@
e
'c\e\‘“‘)\a
o
0% D1 Q
gxee\s ¥ x
g0 === | By
L1
L
Mini-3 Standard Spare Parts
Insert Size  Ordering Code Dimensions mm Anti-Vibration System / ,
IC RH/LH A L L1 D D1 Insert Screw Torx Key
SNVR12U-6.0 14 82 16 12 8 No
BNVR105-6.0 94 89 22 10 8 Carbide Implanted
6.0 SN6MT K6MT
BNVR10M-6.0 94 98 31 10 8 Carbide Implanted
BNVR10L-6.0 94 110 43 10 8 Carbide Implanted

The above toolholders have 2.5° helix angle.
The above toolholders are for RH inserts. For LH inserts, add LH to the toolholder’s ordering code (Example: NVRC8-5.0KULH).
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Contents Thread Turning

MiniPro

Internal Toolholders

Thread Milling

MINIPRO

\RAANAAAAA

Q
—e=—3®
L1 L |

Mini-3 Adjustable

Spare Parts

Insert Size Ordering Code Dimensions mm / , ‘ /\
IC Sleeve Holder RH/LH A L L1 D D1 Insert Screw ﬁgfggrg/ S?r%l\?/eer H olg?; Eocrrew
6.0 SV16-8.0 BNVR8.0T-6.0 15.6 100 8-56 16 8 SNeMT K6MT S4.0 K2.0
Internal Toolholders
CAAAAAAAAA d
e
j c\e\‘“‘)\a
)\
WS
20
gxee\sk\ D1 Q
L
Mini-L Spare Parts
Insert Size  Ordering Code Dimensions mm Anti-Vibration System , ) ,
IC RH/LH A L L1 D D1 Insert Screw Torx Key
SNVR10U-5L 94 81 16 10 6.2 No
BNVR10S-5L 94 87 22 10 6.2 Carbide Implanted
5.0L SN5LT K5LT
BNVR10M-5L 94 97 31 10 6.2 Carbide Implanted
BNVR10L-5L 94 109 43 10 6.2 Carbide Implanted

The above toolholders have 2.5° helix angle.
The above toolholders are for RH inserts. For LH inserts, add LH to the toolholder’s ordering code (Example: SNVR10U-5LLH).
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Internal Toolholders

MINIPRO

2 g
?%%%%2@
N 7 .

L1 L 1

Mini-L-Adjustable

Spare Parts

Insert Size Ordering Code Dimensions mm , l’ ‘ /\
Torx Key for Insert Key for Holder
IC Sleeve Holder RH/LH A L L1 D D1 Insert Screw S Holder Screw x 3 SR
5.0L SV16-6.2 BNVR6.2T-5L 15.6 100  8-44 16 6.2 SN5LT K5LT S4.0 K2.0

The above toolholders are for RH inserts. For LH inserts, add LH to the toolholder’s ordering code (Example: BNVR6.2T-5LLH).

Internal Toolholders

Double Ended

d
Wi, YT

7y
f«— [T —>

Location Screw

A

Spare Parts

- M
Micro - Double Ended % N ™ N
Wit Szl Location Screw
q : Ordering Code Dimensions mm (Every toolholder package contains the full range of Clamping Screw x 3
Insert Dia. Dia. -
ocation screws needed)
d mm D L L1 LO Screw M Key Screw Key
10 SMC10-3.0 80 9- Short 89 AGISM8X28 28
3 12 SMC12-3.0 16- Medium 96 AGISM8X21 21
16 SMC16-3.0 95 9- Short 104 AGISM8X49 49
20 SMC20-3.0 16- Medium m AGISM8X42 42
80 16- Medium 96 AGISM8X21 21
. 12 SMC12-4.0 21- Long 101 | AGISM8X16 16
9- Short 104 AGISM8X49 49
16 SMC16-4.0 ) K4.0 M4X0.7X4.0 K2.0
95 16- Medium m AGISM8X42 42
20 SMC20-4.0 21-Long 116 | AGISM8X37 37
9- Short 89 AGISM8X28 28
12 SMC12-6.0 80 16- Medium 96 AGISM8X21 21
6 21-Long 101 AGISM8X16 16
9- Short 104 AGISM8X49 49
16 SMC16-6.0 )
95 16- Medium m AGISM8X42 42
20 SMC20-6.0 21-Long 116 AGISM8X37 37
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Internal Toolholders micrQscope
s ; L Coolant H?Ies
y '
N 3 | — -
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A—> SECTION A-A
! A— | : f
B S—a® = — — Hi- o
Micro - Single Ended i Ne—| | l
A—s
Round Shank - 2 Flats Spare Parts
Ins,\gir%rgia_ Ordering Code Dimensions mm ‘
dmm D=B H1 H L Clamping Screw Torx Key
MHC10-4 10 14 8.8 65
40 MHC12-4 12 16 10.8 70
MHC16-4 16 17.6 14.8 75
MHC20-4 20 22 18.8 84
MHC10-5 10 14 8.8 65
MHC12-5 12 16 10.8 70
>0 MHC16-5 16 18.6 14.8 75 SL7DT15 KT15
MHC20-5 20 22 18.8 84
MHC12-6 12 16 10.8 70
6.0 MHC16-6 16 18.6 14.8 75
MHC20-6 20 22 18.8 84
MHC16-7 16 18.6 14.8 75
70 MHC20-7 20 22 18.8 84
Spare Parts
Insr\gir(t:rgia_ Ordering Code Dimensions (mm / inch) ’
d (mm/inch) D B H1 H L Clamping Screw Torx Key
MHC0500-4 12.700 /.500 12.7 /.500 164/ .644 10.0/.394 70.0/2.76
40/.157 MHC0625-4 15.875/ 625 16.2/.638 18.6/.732 14.0/.551 75.0/295
MHC0750-4 19.050/.750 21.0/.827 21.0/.827 18.0/.709 90.0/3.54
MHC0500-5 12.700 /.500 12.7 /.500 164/ 644 10.0/.394 70.0/2.76
50/.197 MHC0625-5 15.875/.625 16.2/.638 18.6/.732 14.0/.551 75.0/295
MHCO0750-5 19.050/.750 21.0/.827 21.0/.827 18.0/.709 90.0/3.54 SL7DT15 KT15
MHC0500-6 12.700/.500 12.7 /.500 164 /.644 10.0/.394 70.0/2.76
6.0/.236 MHC0625-6 15.875 /.625 16.2/.638 18.6/.732 14.0/.551 75.0/295
MHCO0750-6 19.050/.750 21.0/.827 21.0/.827 18.0/.709 90.0/3.54
MHC0625-7 15.875/ .625 16.2 /.638 18.6/.732 14.0 /.551 75.0/295
ror2r MHC0750-7 | 19.050/.750 | 21.0/.827 21.0/.827 18.0/.709 | 90.0/3.54
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Internal Toolholders micrQscope
d L H type x 2 Coolalnt I—1|oles
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A SECTION A-A
| i /,
| ——— N
Micro - Single Ended l % J /
A—n
Round Shank - 4 Flats Spare Parts
Inshgir(t:rgia. Ordering Code Dimensions mm ‘
dmm D B H L Clamping Screw Torx Key
MHC20-4-4F 20.0 22.0 18.8 83.5
MHC22-4-4F 220 24.0 20.0
4.0 MHC23-4-4F 230 250 21.0
MHC25-4-4F 25.0 27.0 23.0 1o
MHC28-4-4F 28.0 30.0 26.0
MHC20-5-4F 20.0 22.0 18.8 83.5
MHC22-5-4F 22.0 24.0 20.0
50 MHC23-5-4F 23.0 25.0 21.0
MHC25-5-4F 250 270 230 o
MHC28-5-4F 28.0 30.0 26.0 SL7DT15 KT15
MHC20-6-4F 20.0 22.0 18.8 83.5
MHC22-6-4F 220 24.0 20.0
6.0 MHC23-6-4F 230 250 21.0
MHC25-6-4F 25.0 27.0 23.0
MHC28-6-4F 28.0 30.0 26.0
MHC22-7-4F 220 24.0 20.0 1o
MHC23-7-4F 23.0 25.0 21.0
70 MHC25-7-4F 25.0 270 230
MHC28-7-4F 280 300 26.0
Spare Parts
|n££iér8ia. Ordering Code Dimensions (mm / inch) ‘
d (mm / inch) D B H L Clamping Screw Torx Key
MHC0875-4-4F 222/ .875 235/ 925 20.83/ .82 84.0/3.29
107 MHC1000-4-4F 254/ 1.000 270/ 1.063 22.86/ .90 110.0/ 4.33
50/ 197 MHC0875-5-4F 22.2/ 875 23.5/.925 20.83/ .82 84.0/3.29 SL7DT15 KT15
MHC1000-5-4F 254 /1.000 270/ 1.063 22.86/ 90 110.0/ 4.33
6.0/.236 MHC1000-6-4F 254/1.000 270/ 1.063 22.86/ 90 110.0/ 4.33
wvvarqus| 1sy |
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Internal Toolholders micrQscope
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Microscope Holder with Square Shank Spare Parts
Ins,?r(t:rgia. Ordering Code Dimensions mm '
dmm H=H2=B H1 L L1 Clamping Screw Torx Key
40 MHS1010-4 10.0 19.0 100.0 25.0
50 MHS1010-5 10.0 19.5 100.0 25.0
40 MHS1212-4 12.0 210 100.0 25.0 SL7DT15 KT15
50 MHS1212-5 12.0 215 100.0 270
6.0 MHS1212-6 12,0 22.0 100.0 270
Spare Parts
Ins,\gir(t:rgia. Ordering Code Dimensions (mm / inch) ‘
d (mm /inch) H=H2=B H1 L L1 Clamping Screw Torx Key
20/ 157 MHS0500-4 12.7/ 500 210/ 827 101.6 / 4.00 250/ 984
o MHS0625-4 159/ 625 250/ 984 1270/ 5.00 25.0/ 984
S0/ 197 MHS0500-5 12.7/ 500 215/ 846 101.6 / 4.00 270/ 1.063
o MHS0625-5 159/ .625 25.5/1.004 1270/ 5.00 35.0/1.377 SL7DT15 KT15
60/ 2% MHS0500-6 12.7/ 500 220/ 866 1016/ 4.00 270/1.063
o MHS0625-6 159/ 625 26.0/1.024 1270/ 5.00 35.0/1377
70/ 276 MHS0625-7 159/ 625 265/ 1.043 1270/ 5.00 350/ 1377
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Internal Toolholders micrQscope
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Microscope Holder with Drop Head Spare Parts
ms'!ir%r&a_ Ordering Code Dimensions mm '
dmm a=b=h L3 H L L1 F D max L2 Clamping Screw Torx Key
4.0 MHD0375-4L0700 36.5 18.0
5.0 MHD0375-5L0800 9.525 48.0 16.0 23.0
6.0 MHD0375-6L0800 530 23.0
99.0 29.0 19.0 260 ———— SL7DT15 KT15
4.0 MHD0500-4L0700 36.5 18.0
5.0 MHDO0500-5L0800  12.700 48.0 19.0 23.0
6.0 MHD0500-6L1000 530 28.0
4.0 MHD1010-4L0500 31.5 13.0
5.0 MHD1010-5L0800  10.000 48.0 16.0 23.0
6.0 MHD1010-6L1000 530 28.0
99.0 29.0 19.0 260 ———— SL7DT15 KT15
4.0 MHD1212-4L.0700 36.5 18.0
5.0 MHD1212-5L0800 12.000 48.0 18.0 23.0
6.0 MHD1212-6L1000 530 28.0
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Thread Turning Kits

TT External + Internal Kit

TT External Kit

TT Internal Kit

TT External + Internal Kit

Ordering Code

Contents

Holder External + Internal

10 x External Inserts

10 x Internal Inserts

Torx Key

-~

KHTT3EI-...

AL20-3
AVRC20-3

3ERAGQ...

3IRA60...

3ERG60...

3IRG6O...

3ERTTW...

3IRTIW...

3ER14W...

3IR14W...

3ER1.01SO...

3IR1.01S0...

3ER1.25150...

3IR1.251S0...

3ER1.51S0...

3IR1.51S0...

3ER2.01S0..

3IR2.01S0...

3ER2.51S0...

3IR2.51S0...

3ER3.01S0...

3IR3.01S0...

TT External Kit

Ordering Code

Contents

Holder External

10 x External Inserts

Torx Key

-~

KHTT3E-...

AL20-3

3ERA6O...

3ERG6O...

3ERTIW...

3ERT4W...

3ER1.01S0...

3ER1.25150..

3ER1.5150...

3ER2.01S0...

3ER2.51S0..

3ER3.0150...

TT Internal Kit

Ordering Code

Contents

Holder Internal

10 x Internal Inserts

Torx Key

-~

KHTT3I-...

AVRC 20-3

3IRAGQ...

3IRGEO...

3IRMW...

3IR14W...

3IR1.0150...

3IR1.251S0...

3IR1.51S0...

3IR2.01S0...

3IR2.51S0...

3IR3.0150...

Ordering Code Example: KHTT3I-VKX.
Additional kits are available by request.
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Thread Turning Inserts Kits

TT Inserts Kit

TT External Insert Kit
Ordering Code Contents

10 x External Inserts Torx Key P Insert Screw /

3ERAGO...
3ERG6O...
3ERTIW...
3ERT4W...
KITT3E-... 3ER1.01SO...
3ER1.251S0...
3ER1.51SO..
3ER2.01S0..
3ER2.5150...
3ER3.01S0...

K3T SA3T

TT Internal Insert Kit
Ordering Code Contents

10 x External Inserts Torx Key - Insert Screw /

3IRAGO...
3IRG6O...
3IRMW...
3IR14W...
KITT3I-... 3IR1.01SO...
3IR1.251S0...
3IR1.51S0...
3IR2.01S0...
3IR2.51S0...
3IR3.0150...

K3T SA3T

Ordering Code Example: KITT3E-VKX.
Additional kits are available by request.
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Contents Thread Turning Thread Milling MiniPro

Thread Terminology

External Thread

>

A thread on the external
surface of a cylinder
screw or cone.

Depth of Thread

Major Diameter

External Thread

>

D

Major @

The largest diameter of a screw thread.

Pitch Diameter

<« Pitch®@ — >

<

I =

i <~—Minor @

The distance between crest and
root measured normal to the axis.

Pitch

The distance between two
corresponding points on adjacent
thread forms is measured parallel

Y

On a straight thread, the diameter of an imaginary
cylinder, the surface of which cuts the thread
forms where the width of the thread and groove
are equal.

Minor Diameter

The smallest diameter of a screw thread.

Helix Angle

to the axis. This distance can be
defined in either millimeters or by
tpi (threads per inch).

Nominal Diameter

The diameter from which the
diameter limits are derived by
the application of deviation
allowances and tolerances.

Left-hand thread

Internal Thread
A thread on the internal surface
of a cylinder or cone.

For a straight thread, where the lead of the thread
and the pitch diameter circle circumference form

a right angled triangle, the helix angle is the angle
opposite the lead.

Straight Thread

A thread formed on a cylinder.

Taper Thread

A thread formed on a cone.

Right-hand thread

A thread which, when viewed axially, winds in a
counterclockwise and receding direction. All left-hand
threads are designated LH.

The Helix Angle 3

Helix Angle |Lead

7t x Pitch Diameter

Lead

The distance a threaded part moves axially, with respect
to a fixed mating part, in one complete revolution.

The lead is equal to the pitch multiplied by the number
of thread starts.

A thread which, when viewed axially, winds in a clockwise
and receding direction. Threads are always right-

hand unless otherwise specified.
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Machining a Multi-Start Thread

A thread in which the lead is an integral multiple, greater than one, of the pitch.
A multi-start thread permits a more rapid advance without a coarser (larger) thread form.

First Start Machined Second Start Machined Third Start Machined

\\

“Pitch  Lead

Lead = 3 x Pitch

Insert Profile Styles

Partial Profile Full Profile

The V partial profile insert cuts without topping The full profile insert will form a complete

the outer diameter of the thread. The same thread profile including the crest. For every

insert can be used for a range of different thread thread pitch and standard, a separate insert

pitches which have a common thread angle. is required.

Full Profile for Fine Pitches Semi Full

The full profile for Fine Pitches will form a complete thread. The Semi full profile insert will form a complete thread including
The topping of the outer diameter is generated by the second tooth. crest radius but without topping the outer diameter.

Mainly used for trapezoidal profiles.
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Thread Turning Methods for Symmetrical Inserts

Thread Inserts & Toolholder Rotation Feed Direction Helix Method Drawing No.
) EXRH Counterclockwise Towards chuck Regular 1

Right Hand External

EXLH Clockwise From chuck Reversed 2

IN RH Counterclockwise Towards chuck Regular 3
Right Hand Internal -

IN LH Clockwise From chuck Reversed 4

EXLH Clockwise Towards chuck Regular 5
Left Hand External

EX RH Counterclockwise From chuck Reversed 6

IN LH Clockwise Towards chuck Regular 7
Left Hand Internal

INRH Counterclockwise From chuck Reversed 8

External RH Thread

External LH Thread

4=

4=

Internal RH Thread

Internal LH Thread

]

Thread Infeed Methods

Radial Infeed

Radial infeed is the simplest and quickest
method.

The feed is perpendicular to the turning
axis, and both flanks of the insert perform
the cutting operation.

Radial infeed is recommended in 3 cases:
* When the pitch is smaller than 16 tpi

* For material with short chips

* For work with hardened material

Flank Infeed (modified)

1-3° \

Flank infeed is recommended in the

following cases:

* When the thread pitch is greater than 16
tpi, using the radial method, the effective
cutting edge length is too large, resulting

in chatter.

* For TRAPEZ and ACME. The radial
method result in three cutting edges,
making chip flow very difficult.

Alternate Flank Infeed

1

Use of the alternate flank method is
recommended especially in large pitches
and for materials with long chips.

This method divides the load equally on
both flanks, resulting in equal wear along
the cutting edges. Alternate flank infeed
requires more complicated programming,
and is not available on all lathes.

198 | VARDEX



Contents Thread Turning Thread Milling MiniPro

Thread Turning Methods for Asymmetrical Inserts (ABUT, BBUT, SAGE)

Thread Inserts & Toolholder Rotation Feed Direction Helix Method Drawing No.
) EXRH Counterclockwise Towards chuck Regular 1

Right Hand External

EXLH Clockwise From chuck Reversed 2

IN RH Counterclockwise Towards chuck Regular 3
Right Hand Internal -

IN LH Clockwise From chuck Reversed 4

EXLH Clockwise Towards chuck Regular 5
Left Hand External

EXRH Counterclockwise From chuck Reversed 6

IN LH Clockwise Towards chuck Regular 7
Left Hand Internal

IN RH Counterclockwise From chuck Reversed 8

External RH Thread

External LH Thread

ald

Internal RH Thread

<=
—
6

Internal LH Thread

= e

wvvar
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Calculating the Helix Angle and Choosing

The Right Anvil

Flank Clearance Angle a (For External Inserts)

5°48'  5°48' 236" 2°36' 10°  1°14'  qq Vardex toolholders are designed
to tilt the insert when seated in
|>/ ,,,,,,, the toolholder (10° for external, AR | 3
s ; 15° for internal tooling). e
o This results in the differing flank DN
60‘é8N, ACME  BUTTRESS INSERT learance angles, based on o/
the geometry of the insert. To ensure that the side of the insert cutting edge will not rub / \

on the workpiece, it is most important that the insert helix angle be correct - especially in
profiles with small enclosed flank angles. This correction is provided by Vardex anvils.

Calculating the Helix Angle 3

{4\ P
> e

F_
«~— O —>

Helix Angle Diagram

Feed towards
the chuck

-

Standard
helix angle

e
(N
\1.5"

Standard
toolholder
pocket angle

T —

A\nvil
angle i

Feed direction towards the chuck

The helix angle is calculated by the

PN

mD

B=arctan

following formula:

B - Helixangle [°]

P - Pitch [mm]

N - No. of starts

D - Pitch diameter [mm]
Lead=PxN

The helix angle can also be found from the diagram below.

o = arctan (tan /) x tand)

Where:  a - Flank clearance angle
6 - Tiltangle

@ - Enclosed flank angle

Feed towards
the tailstock

Reversed
helix angle

s =

LU

15 .
Standard ﬁnng\qlé
toolholder

pocket angle

The dimension H1 (cutting edge height)
remains constant with every insert /
anvil combination.

<

Feed direction towards the tailstock

Pitch P* Pitch P*
[mm] [tpi] p=1°
12
; ! ! ! 225
= 104 Special [ 25
S = Toolholders '
© 9 i
T )
(=E 8
= | 35
x A 7
6 i 25
5 5.
z 4 -
3 L7
B 3 ]
] 11
= 2
E L 14
E - | [18
z 24
0 jameter [mm] _| p=0°
200
1 1 24
2 g
z = 3 N 11
« ro
el
Shar ¢ — N o
g |
E: 5 ~ L5
0 . F45
Fa
7 ™ 35
8 ™ B
z . ™ ’
3 ™
& 10 [ Special Toolholders F25
< | 11
= F2.25
z8 2 v
p="1°

*For Multi-start threads, use the lead value instead of the pitch
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Contents Thread Turning Thread Milling MiniPro
Anvils
Resultant Helix Angle 4.5° 3.5° 2.5° 1.5° 0.5° 0° -0.5° -1.5°
Insert Size Holder Ordering Code
IC L mm
ER/IL YE3-1P YE3IN  YE3-ISN  YE32N | YE33N
38" 16
EL/IR Y13-3p YI3-1p YBAN  YB1SN Y32N V133N
3/8" . ER VE3-6G1P [VERGG VE3-6GIN YE3-6GISN  YE3-6C2N | YE3-6G3N
V6 -
R Y13-6G3P vi3-6G1P  [NERSGEM V3-6CIN  YI3-6GISN  Y3-6C2N | YI3-6G3N
ER/IL YE4-3P YE4-1P YE4 YEAIN  YE4-15N  YE42N | YE43N
12" 22
EL/IR Y14-3p Yi4 Y4IN  YI415N YI42N YI4-3N
ER YE4F-3P YE4F-1P YE4F YE4FIN  YE4F-15N
12°F 23
IR YI4F-3P YI4F-1P YI4F YMFIN  YI4F-15N
. N ER/IL YE4U-3P veau-ip [N YE4U-IN  YE4U-ISN  YEAU2N | YEAU-3N
EL/IR YI4U-3P YI4U-1P Yl4U YMU-IN  YI4U-ISN  YI4U2N | YI4U-3N
ER/IL YE5-3P YES-1P YES YES-IN  YES-15N  YES2N | YESSN
5/8" 27
EL/IR Y15-3p YI5-1p YIS VSN VIS1SN YIS2N YI5-3N
el , ER/IL YESU-3P vEsU-1p [N YESU-IN  YESU-LSN  YESU2N | YESU-3N
EL/IR YI5U-3P YI5U-1P YI5U YISUIN  YISU-ILSN YISU2N | YISU-3N
ER/IL YE3M-1P YE3M-IN  YE3M-I5N  YE3M-2N
3/8'M+ 16
EL/IR YI3M-1P YBMAN  YIBM-15N
ER/IL veam-1p EZIVERN VEAM-IN  YEAM-ISN  YE4M-2N
1/2'"M+ 2
EL/IR YIAM-1P Yi4M YAM-IN  YI4M-1.5N
1/2°F 2M+ VEaM2F-1P [NEVPI VEAMOF-IN YE4M2F-15N
/2F M o | YEAM2F-1P
V2F M+ 23 VE4M3F-1P [NEAVEI VEAM3F-IN YE4M3F-15N
12'F 2M+ R viamar-1p [NCYPI VIAM2F-IN  YI4M2F-1.5N
ER/IL SR YEsM-IN  YESM-ISN
5/8"M+ 27
EL/IR . G v5M-N  YisMASN
ER/IL YE4Z-1P YE4Z YE4Z-IN
122+ 2
EL/IR YI4Z-1P Y14z YI4Z-IN
ER/IL B -
5/8'2+ 27
EL/IR B -
1/2'T+ 22 ER/ILEL/IR ] v4T
Standard Anvil B Anvil U Style Anvil M+ Style Anvil Z+ Style Anvil T+ Style Anvil
ER/IL EL/R ER R ER/IL EL/R ER/IL EL/R ER/IL EL/IR ER/IL EL/R
V6 is indicated on the backside Same anvil turned over|
FLINE Anvil FLINE M+ Style Anvil
ER R ER R
wvarqus| 2o |




Contents Thread Turning

~QilzGas - Anvils

Thread Milling MiniPro

Resultant Helix Angle 3° 2° 1° 0° 0.5°

Insert Size

3/8" APIRD YEI3-APIRD

1/2" AP YEI4-API-3P YEI4-API-2P YEI4-API-1P

1/2" BUT YEI4-BUT-0.5N

~QileGas - 14D Anvils
Anvils with Protected Second Cutting Edge
Standard Application Ordering Code Ordering Code

External Application

Internal Application

API'Round Casing & Tubing

10 tpi from @ 2 3/8" and up

Y14DER-10APIRD
(4 teeth)

Y14DIR-10APIRD
(4 teeth)

10 tpi from @ 2 3/8" and up

Y14DER10APIRD-3+
(3 teeth)

Y14DIRT10APIRD-3+
(3 teeth)

8 tpi from @ 2 3/8" and up

Y14DER-8APIRD

Y14DIR-8APIRD

API Buttress Casing

5tpifor@41/2"-0 958"

Y14DER-5 BUT

Y14DIR-5 BUT

5 tpi for @ 10 34" and up

Y14DER-5BUT-04N

Y14DIR-5BUT-0.4N

Anvil Kits
Anvil Size Ordering Code Included Anvils:
IC L mm
YE3-2P, 1P, 1N, 2N, 3N
3/8" 16 ABY3
YI3-2P, 1P, 1N, 2N, 3N
3/8" YE3-6G2P, 1P, 1N, 2N, 3N
6 16 ABY3-6C
YI3-6G2P, 1P, 1N, 2N, 3N
YE4-2P, 1P, 1N, 2N, 3N
1/2" 22 ABY4
Y14-2P, 1P, 1N, 2N, 3N
YE4U-2P, 1P, N, 2N, 3N
1/2"U 22 ABY4U
YI14U-2P, 1P, N, 2N, 3N
ABYES YE5-2P, 1P, 1N, 2N, 3N
5/8" 27
ABYI5 YI5-2P, 1P, 1N, 2N, 3N
ABYE5U YE5U-2P, 1P, 1N, 2N, 3N
5/8"U 27
ABYI5U YI5U-2P, 1P, 1N, 2N, 3N

To ensure that you always have on hand an assortment of anvils for any job,
we recommend that anvil kits be readily available.
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use YE3-6C anvil.

Important!

!

Use a V6 anvil when using a V6 insert.

For Internal RH

use YI3-6C anvil.
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Spare Parts
External and Internal Toolholders (not including Micro and Microscope)

Insert Size Insert Screw / Clamp Screw Anvil Screw & Washer Anvil
Toolholder IC Designation Thread Designation  Thread Key  Torxsize EXRH/INLH INRH/EXLH
1/4" SN2T M2.6x0.45%6.5 = = K2T T8
3/8",3/8"V6 SA3T 5-40UNCx11.3 SY3T UNC5x7.3 K3T T10 YE3/YE3-6C  YI3/YI3-6C
3/8" SN3T 5-40UNCx8.8 = = K3T T10
Standard 1/2" SA4T 8-32UNCx14.0 SYAT UNC8x9.3 K4T 120 YE4 Yl4
1/2" SN4T 8-32UNCx11.0 = = K4T 120
1/2F" SA4T 8-32UNCx14.0 SYAT UNC8x9.3 K4T 120 YE4F YI4F
5/8" SAST M5x0.8x22.0 SYST M5x0.8x9.5 K5T 125 YES YI5
5/8" SN5T M5x0.8x13.9 = = K5T T25 = =
3/8" SN3TM 5-40UNCx7.3 = = K3T T10
Standard Coarse 172" SN4TM 8-32UNCx9.8 = = K4T 120
5/8" SN5TM M5x0.8x13.9 = = K5T T25
3/8" SA3T/C3 UNC5x12.0/M5x0.8x22.0 SY3T UNC5x7.3 K3CT  T15/T10 YE3 YI3
Standard with Clamp 172" SA4T/C4 UNCB8x15.2/M6x1.0x29.5 SYAT UNC8x9.3 K4T 120 YE4 Yi4
5/8" SAST/CS5  M5x0.8x22.0/M8x1.25x28.0 SYST M5x0.8x9.5 K5T 125 YES YI5
U style 1/2"U SA4T UNC8x15.2 SY4T UNC8x9.3 K4T 120 YE4U Yl4U
5/8"U SAST M5x0.8x22.0 SY5T M5x0.8x9.5 K5T 125 YESU YI5U
U Style with Clamp 172" SA4T/C4 UNC8x15.2/M6x1.0x29.5 SYAT UNC8x9.3 K4T 120 YE4U Yl4U
5/8" SA5T/C5  M5x0.8x22.0/M8x1.25x28.0 SYST M5x0.8x9.5 K5T 125 YESU YI5U
174"V SN2T M2.6x0.45%6.5 = = K2T T8
Vstyle 3/8"V SN3TV 5-40UNCx6.7 = - K3T T10
172"V SN4T 8-32UNCx11.0 = = K4T 720
5/8"V SN6T M6x1.0x29.0 = = KeT 120
Mega Line 5/8"MG S5MG M5x0.8x16.0 = = KeT 120
1/2"2 SAAT UNC8x15.2 SYAT UNC8x9.3 K4T T20 YE4Z Y142
Z+Style 5/8"7 SA5T M5x0.8x22.0 SY5T M5x0.8x9.5 K5T 125 YE5Z YI5Z
3/8'M SA3T UNC5x12.0 SY3T UNC5x7.3 K3T T10 YE3M YI3M
M+ Style 1/2'M SA4T UNC8x15.2 SYAT UNC8x9.3 K4T 720 YE4AM YI4M
5/8'M SAST M5x0.8x22.0 SYST M5x0.8x9.5 K5T 125 YESM YI5SM
T+ Style 1/2'T SA4T UNCB8x15.2 SY4K2 UNC8x7.3  K4T/K2  T20/T8 Y4T Y4T
API 5/8" SAST/C5  M5x0.8x22.0/M8x1.25x28.0 SYST M5x0.8x9.5 K5T 125 YESOIL YI50IL
API1 14D 14D SAST M5x0.8x22.0 M4x0.7x6.0 (14D) K5T/KT15  T25/T15  Y14DER-... Y14DIR-...
V08 SNV08 M2.6x0.45x8 = = K2T T8
Mini-v V11 SNV11 M3.5x0.6x10 = = K3T 110
V14 SNV14 M4x0.7x12 = = KT15 T15 = =
V16 SNV16 M5x0.8x12 = = K4T 120 = =
Mini-L 5.0L SNSLT M2x0.4x4.1 = = K5LT 15
4.0mm SNAMT M2x0.4x4.0 = = KemMT T6
Mini-3 5.0mm SNSMT M2x0.4x5.3 = = KemMT T6 = =
6.0mm SNEMT M1.8x0.35x4.5 = = KeMT 16
Mini Adjustable - 540 M4x0.7%4.0 - - K20 -

Holder

For Micro and Microscope Toolholders see pages 187-191
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Grades and Their Applications

General Use

VRX

VTX

VKX

productivity.
AITiN alloyed PVD coated.

Premium multipurpose submicron grade
for stronger wear resistance and improved

non-rigid cutting condit

General purpose grade with tough submicron
substrate. Provides good fracture toughness in

jons. TIAIN coated.

General purpose grade, excellent in steel and
stainless steel, recommended for rigid cutting
conditions. Ground or sintered chipbreaker
styles. TiN coated.

General Use

Stainless Steel

Non Ferrous, High Temperature Alloys and Titanium

VvCB

VM7

VK2

VK2P

Sintered chipbreaker with ground
profile for machining materials with
long chips. TiAIN coated.

Specialty grade for threading
stainless steel.
Multi-layer PVD coated.

Uncoated grade for non-ferrous,
aluminum, high temperature and
titanium alloys.

Highly-polished version of the VK2
uncoated grade for high quality
surface finish in aluminum.

VG-Cut

~QilzGas

Gene

ral Use for Oil & Gas Materials

VPG

VRXP

VTXP

VKXP

Sub-micron substrate for a wide range
of applications. Excellent anti-fracture
resistance. Highly recommended for
medium to high cutting speeds.

TiAIN coated.

Premium submicron grade with
reinforced cutting edge for the
oil & gas industry. Ideal for steel
and stainless steel in unstable
cutting conditions.

Excellent all-purpose grade,
tailor-made to the oil & gas
industry with reinforced cutting
edge. Recommended for non-
rigid cutting conditions.

General purpose grade, excellent in
steel and stainless steel, and highly
recommended for rigid cutting
conditions. Special design with
reinforced cutting edge for the oil & gas

AITiN alloyed PVD coated. TiAIN coated. industry. TiN coated.
MINIPRO
Micro Line Mini 5L & Mini IC 6.0 Mini 1C4.0, 1C5.0 & Mini-V
VMX VHX VTX

General purpose carbide grade for Micro
double-ended inserts. TiN coated.

HSS grade for Mini 5L and Mini 6.0 inserts.
Recommended for very low cutting speeds.
TiN coated.

Sub-micron grade for general machining
in low and medium cutting speeds. Highly
recommended for stainless steel. TIAIN coated

micrQscope

Mini 5L & Mini IC 6.0

Mini 1C4.0, IC5.0 & Mini-V

VBX

VKP

VBX

General purpose carbide grade for micrOscope
threading inserts. TICN coated.

General purpose carbide grade for the Mini 5L
and Mini 6.0 inserts. TiN coated.

Sub-micron grade for general machining in low
and medium cutting speeds for Mini 4.0K, 5.0K
and Mini-V lines. Highly recommended for steel.
TiCN coated
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Thread Turning Grades According to Product Lines

General

Insert Style

VRX

VTX

VKX

VCB

VM7

VK2

VK2P

VPG

TT inserts general

SCB (Sintered Chipbreaker)

V6

Mega Line

NIENENEN

Fline

VG Cut

Oil & Gas

~QileGas

Insert Style

VRX

VTX

VKX

VRXP

VTXP

VKXP

T+

14D

CNGA

On Edge

Chaser

NIENENIENEN

NIENENEN

MiniPro

MINIPRO

Insert Style

VKP

VTX

VBX

VHX

VMX

Mini 4.0K, 5.0K

Mini 5L, 6.0

Mini-V

Micro (Double Ended)

Microscope (Single Ended)
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Recommended Grades and Cutting Speeds Vc [m/min]
Not Including MiniPro Line

o Vc [m/min]
z Hardness
Material % Brinell Coated Uncoated
Group S| Material HB VKX(P) | VCB | VM7 |VTX(P),VRX(P)| VK2(P)
1 Low Carbon (C=0.1-0.25%) 125 115-190 | 115-190 115-190
2 | Unalloyed Steel Medium Carbon ((=0.25-0.55%) 150 100-175 | 100-165 100-175
3 High Carbon ((=0.55-0.85%) 170 | 90-165 | 90-155 90-165
4 Non Hardened 180 100-180 | 100-180 100-180
Low Alloy Steel _ » _
5 | elloylie a5 Hardened 275 75-140 | 75-140 75-140
6 Hardened 350 70-135 70-135 70-135
7 High Alloy Steel Annealed 200 | 80-120 | 80-120 80-120
g | (alloying elements>5%) | {{3rdened 325 | 50-100 | 50-100 50-100
9 Low Alloy (alloying elements <5%)| 200 70-130 70-130 70-130
Cast Steel
10 High Alloy (alloying elements >5%)| 225 60-120 60-120 60-120
11 Stainless Steel Non Hardened 200 | 70-130 | 70-130 | 70-150 |  70-130
12 | Ferritic Hardened 330 60-115 | 50-95 | 60-125| 60-115
13 | stainless Steel Austenitic 180 | 90-140 | 80-120 | 90-160|  90-140
M {4 | AL Super Austenitic 200 | 40-110 | 30-100 | 40-120|  40-110
Stggjss 15| Stainless Steel Non Hardened 200 | 90-120 | 90-120 | 90-150|  90-120
16 | Cast Ferritic Hardened 330 65-110 | 65-110 | 65-120 |  65-110
7] Sefinftess Steel Austenitic 200 | 85110 | 85-110 | 85-120|  85-110
Cast Austenitic Hardened 330 | 60-100 | 60-100 | 60-110 |  60-100
Malleable Ferritic (short chips) 130 60-70 70-120 60-70
Castlron Pearlitic (long chips) 230 | 60-145 | 70-120 60-145
Low Tensile Strength 180 70-130 70-130 70-130
Grey Cast Iron
High Tensile Strength 260 60-115 60-100 60-115
Ferritic 160 125-160 | 125-160 125-160
Nodular Sg Iron
Pearlitic 260 | 90-120 | 90-120 90-120
Aluminium Alloys Non Aging 60 100-365 | 100-250 100-365 100-250
Wrought Aged 100 | 80-220 | 80-180 80-220 80-160
Cast 75 200-400 | 200-400 200-400 80-120
Aluminium Alloys
Cast & Aged 90 200-280 | 200-280 200-280 70-100
Aluminium Alloys Cast Si 13-22% 130 | 60-180 | 60-150 60-180 50-120
Copper and Brass 90 80-225 | 80-210 80-225 70-170
Copper Alloys Bronze And Non Leaded Copper | 100 | 80-255 | 80-210 80-255 70-170
Annealed (iron based) 200 45-60 45-60 45-60 30-50
20| High Temperature Aged (iron based) 280 | 30-50 30-50 30-50 25-40
S 21 | Alloys Annealed (nickel or cobaltbased) | 250 | 2030 | 2030 2030 2030
Heat Resistant | 22 Aged (nickel or cobalt based) 350 15-25 15-25 15-25 15-25
N Pure 995 Ti 400Rm | 140-170 | 140-170 140170 | 60-100
— Titanium Alloys
24 a+B Alloys 1050Rm | 50-70 50-70 50-70 40-60
H 25 4550HRd| 45-60 | 45-60 45-60
Hardened || Extra Hard Steel Hardened & Tempered
. 26 51-55HRc| 40-50 | 40-50 40-50
Material
Calculation of N [RPM]
N = 1000 x V¢
TTxD . 4
=3 L———2 N - Revolution Per Minute [RPM]
NxTTxD l \éc - \?\/uttling Spe;d [m/min]
- - or ece Diameter [mm
1000 Ve piece DI [
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MINIPRO

Recommended Grades and Cutting Speeds Vc [m/min]
Mini, Micro and Microscope

. Ve [m/min]
(]
= Coated
3 Hardness
Material § Brinell VMX VBX VKP/VBX VHX
Group Material HB (Micro) (Microscope) | VTX (Mini) |  (Mini)
Low Carbon (G=0.1-0.25%) 125 50-120 140-200 40-80 20-50
Unalloyed Steel Medium Carbon (G=0.25-0.55%) 150 40-100 120-180 40-80 15-40
High Carbon (C=0.55-0.85%) 170 30-80 110-180 40-80 15-30
Non Hardened 180 50-70 100-155 40-80 20-45
Y e (s | Hardened 275 40-60 90-145 4080 | 1025
Hardened 350 30-50 80-135 40-80 10-25
el Al Sl Annealed 200 30-50 65-115 40-60
(alloying elements>5%) | Hardened 325 25-40 50-100 40-60
Low Alloy (alloying elements <5%) 200 30-50 30-50 40-60 25-40
Cast Steel
High Alloy (alloying elements >5%) 225 25-40 25-40 40-60 25-40
Stainless Steel Non Hardened 200 60-100 80-120 40-60
12 | Ferritic Hardened 330 40-60 55-95 40-60
13| Stainless Steel Austenitic 180 50-90 60-100 40-60
M 14 | Austenitic Super Austenitic 200 40-60 50-90 40-60
Stainless | 15 | g i lass Steel Non Hardened 200 40-60 60-80 40-60
oteel 16 | Cast Fenitic Hardened 330 30-50 45-65 40-60
17 | Stainless Steel Austenitic 200 40-60 50-70 40-60
Cast Austenitic Hardened 330 30-50 40-60 40-60
Malleable Ferritic (short chips) 130 50-70 60-80 40-80
Castlron Pearlitic (long chips) 230 50-70 60-80 40-80
Low Tensile Strength 180 50-70 60-80 40-80
Grey Cast Iron
High Tensile Strength 260 40-60 40-70 40-80
Ferritic 160 50-70 60-80 40-80
Nodular Sg Iron
Pearlitic 260 60-80 70-90 40-80
Al Ales Non Aging 60 100-300 80-240 40120 | 30-60
Wrought Aged 100 100-150 100-170 40-120 25-50
Cast 75 100-150 100-150 40-120 25-50
Aluminium Alloys
Cast & Aged 90 60-100 60-100 40-120 20-40
Aluminium Alloys Cast Si 13-22% 130 100-150 100-150 40-120 15-30
Qoaerant Brass 90 60-100 80-200 40-120 15-35
Copper Alloys Bronze And Non Leaded Copper 100 60-100 80-200 40-120 1535
Annealed (iron based) 200 25-45 25-45 30-45
2| (el e Aged (iron based) 280 2030 20-30 2030
S 21 | Alloys Annealed (nickel or cobalt based) 250 1520 15-20 1520
Heat Resistant | 22 Aged (nickel or cobalt based) 350 10-15 10-15 15-20
MEESTlSS| - Pure 995 Ti 400Rm | 60-100 60-100 70-100
— Titanium Alloys
24 a+p Alloys 1050Rm 40-50 40-50 40-50
H 25 45-50HRc | 20-40 20-40 20-40
— Extra Hard Steel Hardened & Tempered
Hardened
Material 26 51-55HRc 20-40 20-40 20-40
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VG-Cut
Recommended Grades and Cutting Speeds Vc [m/min]
VG-Cut
g Vc [m/min]
9 Hardness
Material o Brinell VPG
Group £ | Material HB
1 Low Carbon (G=0.1-0.25%) 125 120-260
2 | Unalloyed Steel Medium Carbon (C=0.25-0.55%) 150 90-220
3 High Carbon (C=0.55-0.85%) 170 90-220
4 Non Hardened 180 90-220
Low Alloy Steel
: (alloying elements<5%) Hardened 2 o st
6 Hardened 350 50-100
7 High Alloy Steel Annealed 200 90-220
g | (alloying elements>5%) | jardened 325 50-100
9 Low Alloy (alloying elements <5%) 200 90-220
Cast Steel
10 High Alloy (alloying elements >5%) 225 60-160
1| Stainless Steel Non Hardened 200 60-160
12 | Ferritic Hardened 330 50-140
13| Stainless Steel Austenitic 180 60-160
M | (NSRS Super Austenitic 200 60-160
Stggleelss 15| Stainless Steel Non Hardened 200 60-160
16 | Cast Ferritic Hardened 330 50-140
l Stainless 5teﬁ_' Austenitic 200 60-160
Cast Austenitic Hardened 330 50-140
Malleable Ferritic (short chips) 130 160-240
Cast Iron Pearlitic (long chips) 230 140-220
Low Tensile Strength 180 160-240
Grey Cast Iron
High Tensile Strength 260 100-200
Ferritic 160 100-200
Nodular Sg Iron
Pearlitic 260 100-200
Aluminium Alloys Non Aging 60 200-450
Wrought Aged 100 200-350
Cast 75 200-450
Aluminium Alloys
Cast & Aged 90 200-450
Aluminium Alloys Cast Si 13-22% 130 200-350
Copper and Brass 90 200-450
Copper Alloys Bronze And Non Leaded Copper 100 200-450
Annealed (iron based) 200 30-50
20 High Temperature Aged (iron based) 280 20-50
S 21 | Alloys Annealed (nickel or cobalt based) 250 20-50
Heat Resistant | 22 Aged (nickel or cobalt based) 350 20-50
Material )
23 Pure 99.5Ti 400Rm 30-50
— Titanium Alloys
24 a+f Alloys 1050Rm 30-70
H 25 45-50HRc 20-40
Hardened || Extra Hard Steel Hardened & Tempered
araenea | »g 51-55HRC 1530
Material
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Mini-V

Recommended Grades, Cutting Speeds Vc [m/min]

Mini-V
2 Ve [m/mi
g Hardness ¢ [m/min]
Material > Brinell
Group L | Material HB VBX /VTX*
1 Low Carbon (G=0.1-0.25%) 125 40-80
2 | Unalloyed Steel Medium Carbon (G=0.25-0.55%) 150 40-80
3 High Carbon (C=0.55-0.85%) 170 40-80
4 Non Hardened 180 40-80
Low Alloy Steel .
) (alloying elements<5%) Hardened - s
6 Hardened 350 40-80
7 | High Alloy Steel Annealed 200 40-60
3 (aI?oying elements>5%) | Hardened 325 40-60
9 Low Alloy (alloying elements <5%) 200 40-60
Cast Steel
10 High Alloy (alloying elements >5%) 225 40-60
|11 Stainless Steel Non Hardened 200 40-60
g | FELE Hardened 330 40-60
13 | stainless Steel Austenitic 180 40-60
M 14 | Austenitic Super Austenitic 200 40-60
Stainless 115 | ¢ i less Steel Non Hardened 200 40-60
Steel ] iti
16 | Cast Ferritic Hardened 330 40-60
17| stainless Steel Austenitic 200 40-60
Cast Austenitic Hardened 330 40-60
Malleable Ferritic (short chips) 130 40-80
CastIron Pearlitic (long chips) 230 40-80
Low Tensile Strength 180 40-80
Grey Cast Iron
High Tensile Strength 260 40-80
Ferritic 160 40-80
Nodular Sg Iron
Pearlitic 260 40-80
Aluminium Alloys Non Aging 60 40-120
Wrought Aged 100 40-120
Cast 75 40-120
Aluminium Alloys
Cast & Aged 90 40-120
Aluminium Alloys Cast Si 13-22% 130 40-120
Copper and Brass 90 40-120
Copper Alloys Bronze And Non Leaded Copper 100 40-120
Annealed (iron based) 200 20-30
20 High Temperature Aged (iron based) 280 20-30
S 21 | Alloys Annealed (nickel or cobalt based) 250 15-20
Heat Resistant | 22 Aged (nickel or cobalt based) 350 10-15
Material ,
23 Pure 99.5Ti 400Rm 40-60
— Titanium Alloys
24 a+B Alloys 1050Rm 20-30
H 25 45-50HRC
— E H | H T
Hardened 3 xtra Hard Stee ardened & Tempered s
Material c

* Available for sizes V08 and V11. Sizes V14 and V16 are available upon request.
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Cutting Conditions Parameters

Material Type

Material Dimension: Diameter and Length

=

=
=
Z =

MM

e

Workpiece
Chipflow Character W%
Material Hardness HRc HB
External or Internal W
Thread
. . Profile Shape [\_\_/__/—\\j—\_
Application
Surface Finish V/7
Machine Stability
Machine Max. RPM N
Clamping System Stability
Coolant Coolant Type %:
Holder Cross Section Area ﬁ::’
) &
Holder Overhang
verhang—
Holders
Through Coolant Option M# ***************** .
Shank Type: Carbide, Alloy, Carbide Implant M\ﬁ__::__' H
Grade II III:!I
A ~—\ =AM
Profile Shape: Pitch and Depth (@‘
=)
Insert A

Nose Radius

Chipbreaker Style
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Number of Passes

Pitch mm 050 075 100 125 150 175 200 250 300 350 400 450 500 550 6.00 8.00
ti 48 32 24 20 16 14 12 10 8 7 6 55 5 45 4 3
No. of passes 46 47 48 59 610 712 712 814 9-16 10-18 11-18 11-19 1220 12-20 1220 15-24
No. of passes (SCB) 34 34 35 46 56 68 68 810 912 10-14
[\,‘v“’i'c‘?g’ﬁjﬁ’gfoscope&hﬂini) 69 611 612 814 915 1118 11-18
Depths of Cut and Number of Passes for Mini-V
1. Intensive coolant is strongly recommended.
2. Infeed method - modified flank infeed 1°.
3. Number of passes can be decreased when high pressure cooling is used.
Option of modified volume chip Mini-V
Pitch mm 05 075 1 1.25 1.5 1.75 2 2.5 3 35 4
Pitch tpi 48 32 27 24 20 19 18 16 14 12 10 8 7 6
Insert Style Standard Passes (modified volume)
1SO
UN 13 19 25 16 19 22
V08 W
NPT
NPTF 28 43
1SO
Vi UN 13 19 25 16 19 22 24
W
BSPT 19
1SO
V14 UN 7 10 13 16 19 22 24 32 38
W
1SO
V16 UN 7 10 13 16 19 22 24 32 38
W
Option of constant depth chip Mini-V
Pitch mm 0.5 0.75 1 1.25 15 1.75 2 25 3 35 4
Pitch tpi 48 32 27 24 20 19 18 16 14 12 10 8 7 6
Insert Style  Standard Passes (same)
1SO
UN 11-24 17-35 23-48 18-28 21-34 25-40
V08 W
NPT 25-53 40-83
NPTF
TR 50-104 70-145
1SO
UN 11-24 17-35 23-48 14-28 17-34 20-40 23-46
V11 W
BSPT 21-34
TR 90-187
1SO
V14 UN 11-24 17-35 23-48 14-28 9-15 11-18 11-18 12-21 18-24
W
1SO
V16 UN 11-24 17-35 23-48 14-28 9-15 11-18 11-18 12-21 18-24
W
wvarqus| 2m |
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Number of Passes and Depth of Cut

per Pass for Multi+ Inserts

Multils

Insert Type Insert Size Pitch Teeth Ordering Code Passes Depth of cut per pass
Standard
IC L mm RH 1 2 3 4
1.0 mm 3 3ER1.0ISO3M+-... 2 0.32 0.30
3/8" 16 1.5 mm 2 3ER1.5ISO2M+.. 3 0.34 0.30 0.29
2.0 mm 2 3ER2.0ISO2M+... 3 0.45 040 0.38
e 1.5 mm 3 4ER1.5I1SO3M+... 2 048 0.45
ISO External 12" ) 20 mm 2 4ER2.01S02M+.. 3 045 040 038
2.0 mm 3 4ER2.0ISO3M+... 2 0.64 0.59
2.5 mm 2 4ER2.5ISO2M+.. 4 046 042 0.38 0.36
5/8" 27 3.0 mm 2 5ER3.0ISO2M+-.. 4 0.53 047 0.45 0.39
- o 15 mm 8 4ER1.51SO8T+. 1093
2.0 mm 8 4ER2.0ISO8T+... 1 1.23
1.0 mm 3 3IR1.0ISO3M+-.. 2 0.30 0.28
3/8" 16 1.5 mm 2 3IR1.5I1SO2M+-... 3 0.31 0.28 0.27
2.0 mm 2 3IR2.0ISO2M+.. 3 0.42 0.37 0.36
M+ 1.5 mm 3 4IR1.5ISO3M+-.. 2 0.45 041
150 Internal 72 2 20 mm 2 41R201SO2M+. 3042 037 036
2.0 mm 3 4|R2.0ISO3M+... 2 0.59 0.56
5/8" 27 3.0 mm 2 5IR3.01SO2M+... 4 0.49 0.45 042 0.37
- Py 2 1.5 mm 8 4IR1.5I1SO8T+... 1 0.86
2.0 mm 8 4IR2.0I1SO8T+... 1 1.15
20 tpi 3 3ER20UN3M+... 2 041 0.38
18 tpi 2 3ER18UN2M+-... 3 0.32 0.28 0.27
) 18 tpi 3 3ER18UN3M+-. 2 0.45 0.42
I8 6 16 tpi 2 3ERT6UN2M+.. 3 0.36 0.32 0.30
14 tpi 2 3ERT4UN2M+... 3 043 0.38 0.37
12 tpi 2 3ER12UN2M+-.. 3 047 043 040
UN External M+ 16 tpi 3 4ERT6UN3M ... 2 051 047
14 tpi 2 4ERT4UN2M+... 3 043 0.38 0.37
. 12 tpi 2 4ER12UN2M+... 3 047 043 040
2 2 12 tpi 3 4ER12UN3M+.. 2 0.67 0.63
N tpi 2 4ERTTUN2M+.. 4 043 0.38 0.36 0.32
10 tpi 2 4ERTOUN2M+.. 4 0.46 042 040 0.36
5/8" 27 8 tpi 2 SER8UN2M+... 4 0.56 0.50 048 041
12 tpi 2 3IR12UN2M+.. 3 0.45 0.39 0.38
3/8" 16 14 tpi 2 3IR14UN2M+.. 3 041 0.36 0.34
16 tpi 2 3IRT6UN2M+-.. 3 0.33 0.30 0.28
16 tpi 3 4IR16UN3M+.. 2 047 044
UN Internal M+ :
., 14 tpi 2 4IR14UN2M+.. 3 041 0.36 0.34
2 2 12 tpi 2 4IR12UN2M+-.. 3 0.45 0.39 0.38
12 tpi 3 4IR12UN3M+... 2 0.63 0.59
5/8" 27 8 tpi 2 5IR8UN2M+-.. 4 0.52 047 044 0.38
28 tpi 2 3ER28W2M+-.. 3 0.23 0.20 0.20
) 19 tpi 2 3ERTOW2M+... 3 0.33 0.28 0.27
BSW External e I8 6 19 tpi 3 3ER1OW3M+... 2 0.45 041
14 tpi 2 3ER14W2M+.. 3 043 0.38 0.35
) 14 tpi 3 4ER14W3M+.. 2 060 056
"2 2 " tpi 2 4ERTTW2M+.. 4 044 0.38 0.36 0.30
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MiniPro

Number of Passes and Depth of Cut

per Pass for Multi+ Inserts

Multals

Insert Type Insert Size Pitch Teeth Ordering Code Passes Depth of cut per pass
Standard
IC L mm RH 1 2 3 4
3/8" 16 14 tpi 2 3IR14W2M+.. 3 043 0.38 0.35
BSW Internal M+
172" 22 " tpi 2 4IRTTW2M+... 4 0.44 0.38 0.36 0.30
3/8" 16 14 tpi 2 3ER14NPT2M+.. 3 0.52 045 043
M 172" 22 1.5 tpi 2 4ERT1.5NPT2M+-.. 4 0.46 043 042 0.40
+
1.5 tpi 3 S5ERTT.5NPT3M+.. 4 048 043 042 0.38
NPT External 5/8" 27
8 tpi 2 SER8NPT2M+... 4 0.72 0.64 0.60 0.53
1.5 tpi 2 4ERT1.5NPT2Z+... 4 046 043 042 040
/+ 172" 22
8 tpi 2 4ER8NPT2Z+... 4 0.72 0.64 0.60 0.53
3/8" 16 14 tpi 2 3IR14NPT2M+... 3 0.52 045 043
M 172" 22 1.5 tpi 2 4IR11.5NPT2M+.. 4 046 043 042 040
+
1.5 tpi 2 S5IR11.5NPT3M+... 4 048 043 042 0.38
NPT Internal 5/8" 27
8 tpi 2 5IR8NPT2M+.. 4 0.72 0.64 0.60 0.53
1.5 tpi 3 4IR11.5NPT2Z+.. 4 046 043 042 040
7+ 172" 22
8 tpi 2 4IR8NPT2Z+... 4 0.72 0.64 0.60 0.53
NPTF External M+ 3/8" 16 14 tpi 2 3ER14ANPTF2M+... 3 0.51 0.44 042
NPTF Internal M+ 3/8" 16 14 tpi 2 3IR14ANPTF2M+... 3 0.51 044 042
~QilzGas API RD, API BUT, OTTM, OTTG
The following table provides the optimal cutting pass division options,
depending on the material, machine stability and clamping conditions:
Application No. of Passes/ Pass No. 1 2 3 4 5 6
3 passes 0.89 0.81 0
4 passes 0.6 0.58 0.52 0.1
APIRD 8 Ex, |
8Ex In 5 passes 047 047 043 0.33 o
6 passes 0.39 041 0.37 0.29 0.24 0.11
3 passes 0.67 0.63 0
4 passes 0.44 0.45 041 0.1
APIRD 10 Ex, |
0ExIn 5 passes 0.34 037 033 0.26 o
6 passes 0.28 0.32 0.29 0.22 0.19 0.11
3 passes 0.760 0.705 0.110
4 passes 0.506 0.501 0458 0.110
BUT5Ex, |
UTSEx In 5 passes 0.395 0.409 0374 0.287 0110
6 passes 0.329 0.353 0.324 0.249 0.210 0.110
3 passes 0.760 0.730 0.110
OTTM 5 Ex, In 4 passes 0.506 0.501 0483 0110
OTTG5 Ex, In 5 passes 0.395 0409 0.374 0312 0.110
6 passes 0.329 0.353 0.324 0.249 0.235 0.110
M+ Style Z+ Style T+ Style 14D Style CNGA Style Chaser Style

~QileGas
Cutting Speed Recommendations for Materials Specified by API STB 5
Material J55-K55 N80-L80-C95-TN70 TN95-P110-TN110
Cutting Speed (m/min) 170-200 150-180 130-160

NEUMO Ehrenberg Group
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Step by Step Thread Turning - Example 1

"VARGUS
cseNiIus”

Tool Selector and CNC
Program Generator

Application:

Thread: External Right Hand
ISO Metric M40x2.5

Material: 4140 (25 HRo)

M40 x 2.5

Choose the Thread Turning Method

Feed direction towards the chuck was chosen.
Therefore, an external right hand insert and an external right hand holder will be used.

Choose the Insert Size

Chosen insert: 3ER2.51SO
Insert Size Pitch Ordering Code Anvil Toolholder
IC L mm mm RH RH
3/8" 16 2.5 3ER2.51S0... YE3 AL.-3(LH)
. Chosen toolholder: AL 25-3
H T Insert Size  Ordering Code Dimensions mm
! ! Ic RH H=H1=B F L1 L2
L2
Ly 3/8" AL25-3 25 25 153.6 30
Pitch P* Pitch P*
[mm] [tpi]
1 50 4° =2 p=1°
111 Special 225/
Toolholder:
10 — 25
9
s F3
7 F35
5 4
Las
5 5
PR Lo
3 :; From the table, using a pitch of
B C 1 2.5 mm (10 tpi) and a workpiece
" % diameter of 40 mm (1.57"), we find
’ 50 100 150 i the helix angle to be 1.5°.
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E Choose the Correct Anvil

25 1.5 0.5

Holder  Ordering Code

Anvil chosen: YE3 Resultant Helix Angle
Insert Size Ordering Code
IC L mm
3/8" 16

ER/IL YE3-2P

YE3-1P YE3 YE3-IN

E Choose the Carbide Grade and Cutting Speed

Carbide Grade chosen: VTX ‘
Cutting Speed: 140 m/min Material:

Hardness

BrinellHg| VT1X | VCB

Low alloy steel

Non hardened

180 85-145| 100-180

(alloying elements < 5%) Hardened 275 75-140 75-140
Hardened 350 70-135 | 70-135
Determine the Number of Passes
Number of passes: 14
ISO External
Pitch mm 150 175 200 2.50 300 350 4,00
tpi 16 14 210 8 7 6
No. of Passes 6-10 7-12 712 8-14 9-16 10-18 11-18
Summary
Thread Type ISO M40x2.5 External Right Hand
Feed Direction: Towards the chuck
Insert and Grade: 3ER2.5I1SOVTX
Toolholder: AL25-3
n Helix Angle: 1.5°
E Anvil: YE3
n Cutting Speed: 140 m/min
Number of Passes: 14
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Step by Step Thread Turning - Example 2

5-6ACME-3G

Pitch:
Bore dia: 5"
Material: Stainless Steel Austemitic

Application:

Thread: Internal Right Hand

‘VARGUS
VAR o=

Tool Selector and CNC
Program Generator

ACME

6 tpi

Choose the Thread Turning Method

=

To facilitate the removal of chips from the machined
area, we chose a feed direction away from the
chuck. Therefore, an internal left hand insert and an
internal left hand toolholder are to be used.

Choose the Insert Size

Chosen insert: 4IL6ACME

Insert Size Pitch Ordering Code Anvil Toolholder
IC L mm tpi RH LH
172" 22 6 4IL6ACME... YE4 AVR.-4(LH)

Choose the Toolholder

Chosen toolholder: AVR 40-4LH

Insert Size  Ordering Code Dimensions mm Min Bore
D f IC RH A L L1 D D1 F mm
$ 1/2" AVR 40-4 36.0 300 160 40 400 258 47

n Determine the Helix Angle

Pitch diameter [mm]
100 150 200

50

T e
W W AR OO ——

0 :
1 v
2 N :
. ~ =
s N Srepeqe=regP = =9== e
p N
; N
8 >
9+ Special ™
10— Toolholders > ]
Ihl \,
12 >
Pitch [mm] p=-

Dp=0°

N
— pooh

[

wn

In this case, a right hand thread is being turned
with a left hand toolholder. The reverse helix
method is used. From the lower part of the
table, using a pitch of 6 tpi and a bore diameter
of 127mm, we obtain a helix angle of -0.65°.
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E Choose the Correct Anvil

Anvil chosen: YE4-2N Resultant Helix Angle 1.5 0.5 0 -0.5 1.5
Insert Size Ordering Code
IC L mm
172" 22 ER/IL YE4 YE4-IN YE4-15N YE4-2N YE4-3N
E Choose the Carbide Grade and Cutting Speed
Carbide grade chosen: VTX
e Hardness
Cutting speed: 140 m/min Material: Brinell HB VTX VCB
Stainless Steel | Austenitic 180 90-140 80-120
Austenitic Super Austenitic 200 40-110 30-100

Determine the Number of Passess

Number of passes: 18

ACME External & Internal

Pitch mm 300 400 450 500 550 6.00
tpi 8 6 55 5 45 4
No. of Passes 9-16 10-18 1118 11-19 1220 12-20 12-20
Summary

Thread Type

5”"x6 ACME Internal Right Hand

Feed Direction:

Away from the chuck

Insert and Grade: 4IL6ACMEVTX
El Toolholder: AVR40-4LH
B  Helix Angle: -0.65°

E Anvil: YE4-2N

E Cutting Speed: 140 m/min
Number of Passes: 18

NEUMO Ehrenberg Group
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Material Comparison Table

Thread Milling  MiniPro

Material
Group
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Vardex USA Germany Germany Great Britain France Italy
No. AISI/SAE W.-Nr. DIN BS AFNOR UNI
1 1015 1.0037 St37-2 Fe3608 £24-2 Fe360B FU
1 1020 1.0044 St44-2 Fe4308 FN £28-2 Fe430B FN
2 ASTM A570Gr.50 1.0050 St50-2 Fe490-2 FN A50-2 Fe490
2 - 1.0070 St70-2 Fe690-2 FN A70-2 Fe690
1 1015 1.0401 Ci5 080M15 CcC12 C15C16
1 1020 1.0402 C22 050A20 CC20 C20C21
2 1035 1.0501 C35 060A35 CC35 C35
2 1045 1.0503 C45 080M46 CC45 C45
2 1055 1.0535 C55 070M55 - C55
2 1060 1.0601 C60 080A62 CC55 C60
1 1213 1.0715 95Mn28 230M07 5250 CF9SMn28
1 12L13 1.0718 9SMnPb28 - S250Pb CF9SMnPb28
1 - 1.0722 10SPb20 - 10PbF2 CF105Pb20
2 1140 1.0726 35520 212M36 35MF4 =
2 1215 1.0736 95Mn36 240M07 5300 CF9SMn36
2 12114 1.0737 9SMnPb36 - S300Pb CF9SMnPb36
2 9255 1.0904 555i7 250A53 5557 555i8
2 9262 1.0961 605iCr7 - 605C7 605iCr8
1 1015 11141 Ck15 080M15 XC12 Ci6
2 1039 1157 40Mn4 150M36 35M5 -
2 1025 1.1158 Ck25 - - -
2 1335 11167 36Mn5 - 40M5 -
2 1330 11170 28Mno6 150M28 20M5 C28Mn
2 1035 11183 Cf35 060A35 XC38TS 36
2 1045 1.1191 Ckas 080M46 XC42 C45
2 1055 11203 Ck55 070M55 XC55 C50
3 1050 11213 Cf53 060A52 XC48TS C53
3 1060 11221 Ck60 080A62 XC60 C60
8 1095 11274 Cki01 060A96 - -
9 - 1.3401 X120Mn12 Z120M12 Z120M12 XG120Mn12
8 52100 1.3505 100Cr6 534A99 100C6 100Cr6
8 ASTM A20Gr.A 1.5415 15Mo3 1501-240 1503 16Mo3KW
8 4520 1.5423 16Mo5 1503-245-420 - 16Mo5
4 ASTMA350LF5 1.5622 14Ni6 - 16N6 14Ni6
8 ASTM A353 1.5662 X8Ni9 501-509; 510 - X10Ni9
8 2515 1.5680 12Ni19 - Z18N5 -
5 3135 1.5710 36NiCr6 640A35 35NC6 -
5 3415 15732 14NiCr10 - 14NCI1 16NiCr11
5 3415;3310 1.5752 14NiCr14 655M13; 655M12 12NC15 -
5 9840 1.6511 36CrNiMo4 816M40 40NCD3 38NiCrMo4(KB)
5 8620 1.6523 21NiCrMo2 805M20 20NCD2 20NiCrMo2
5 8740 1.6546 40NiCrMo22 311-Type7 - 40NiCrMo2(KB)
5 4340 1.6582 34CrNiMo6 817M40 35NCD6 35NiCrMo6(KB)
5 - 1.6587 17CrNiMo6 820A16 18NCD6 -
5 - 1.6657 14NiCrMo134 832M13 - 15NiCrMo13
2 5015 1.7015 15Cr3 523M15 12C3 -
5 5132 1.7033 34Cr4 530A32 32C4 34Cr4(KB)
5 5140 1.7035 41Cr4 530M40 42C4 41Cr4
5 5140 1.7045 42Cr4 - - -
5 5115 17131 16MnCr5 (527M20) 16MC5 16MnCr5
5 5155 17176 55Cr3 527A60 55C3 -
5 4130 1.7218 25CrMo4 1717CDS110 25CD4 25CrMo4(KB)
5 4137, 4135 1.7220 34CrMo4 708A37 35CD4 35CrMo4
5 4140; 4142 17223 41CrMo4 708M40 42CDATS 41CrMo4
5 4140 1.7225 42CrMo4 708M40 42CD4 42CrMo4
5 - 1.7262 15CrMo5 - 12CD4 -
5 ASTM A182; F11; F12 1.7335 13CrMo4 4 1501-620Gr.27 15CD3.5; 15CD4.5 14CrMo4 5
5 - 1.7361 32CrMo12 722M24 30CD12 32CrMo12
5 ASTM A182; F22 1.7380 10CrMo9 10 1501-622; Gr.31; 45 12CD9; 10 12CrMo9, 10
5 - 17715 14MoV6 3 1503-660-440 - -
5 6150 1.8159 50Crv4 735A50 50CV4 50Crv4
8 - 1.8509 41CrAIMo7 905M39 40CADS6, 12 41CrAIMo7
8 - 1.8523 39CrMoV13 9 897M39 - 36CrMoV12
5 W.110 1.1545 C105W1 - Y1105 C98KU; C100KU
5 W12 11663 C125W - Y2120 C120KU
8 L3 1.2067 100Cr6 BL3 Y100C6 -
10 D3 1.2080 X210Cr12 BD3 7200Cr12 X210Cr13KU
10 = = = - - X250Cr12KU
10 1.2311 40CrtMnMo7 - - 35CrMo8KU
10 - 1.2312 40CrMnMoS8-6 - - -
10 HI1 1.2343 X38CrMoV5-1 BH11 Z38CDV5 X37CrMoV51 1KU
10 H13 1.2344 X40CrMoV5-1 BHI13 Z40CDV5 X35CrMoV05KU
10 - - - - - X40CrMoV511KU
10 A2 1.2363 X100CrMoV5-1 BA2 Z1 00CDV5 X100CrMoV51KU
10 - 1.2367 X38CrMoV5-3 - Z38CDV5-3 -
10 D2 1.2379 X155CrVMo 12-1 BD2 Z160CDV12 X155CrVMo12 1 KU
10 - 1.2419 105WCr6 - 105WC13 10WCr6; 107WCr5KU
10 - 1.2436 X210CrW12 = = X215CrW121KU
10 S1 1.2542 45WCrV17 BS1 - 45WCrv8KU
10 H21 1.2581 X30WCrvo 3 BH21 Z30WCV9 X30WCrv9 3KU
10 - 1.2601 X165CrMoV12 - - X165CrMoW12KU
10 L6 1.2713 55NiCrMoV6 - 55NCDV7 -
10 - 1.2738 40CrMnNiMo8-6-4 |- - -
10 W210 1.2833 100V1 BW2 Y1105V; 100V2 -
10 - 1.3243 S6-5-2-5 - Z85WDKCV-06-05-05-04-02 HS 6-5-2-5
10 T4 1.3255 S 18-1-2-5 BT4 Z80WKCV-18-05-04-01 X78WCo1805KU
10 M2 13343 S6-5-2 BM2 Z85WDCV-06-05-04-02 X82WMo0605KU
10 M7 1.3348 5292 - Z100WCWV-09-04-02-02 HS 2-9-2
10 T 13355 S 18-0-1 BT1 Z80WCV-18-04-01 X75W18KU
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Sweden Japan Russia Spain Vardex
SS JIS GOST UNE No.
131 STKM 12A,C - Fe360B 1
1412 SM400A;B,C St4ps;sp Fe430B FN 1
1550 55490 Stops;sp A490-2 2
- - - A690-2 2
1350 - - F111 1
1450 = 20 1C22;F112 1
1550 - 30 F 113 2
1650 = 45 F114 2
1655 - 55 F115 2
- - 60(G) - 2
1912 SUM22 - F.2111-11SMn28 1
1914 SUM22L - F.2112-11SMnPb28 1
- - - F.2122-105Pb20 1
1957 - - F210.G 2
- - - F.2113-125Mn35 2
1926 = = F.2114-12SMnPb35 2
2085 - 5552 F.1440-565i7 2
— _ = F.1442-605iCr8 2
1370 S15C 15 F1110-Cl5k; F1511-Cl6k 1
= = 40G = 2
- S25C 25 F.1120-C25k 2
2120 SMn438(H) 35G2 ;35GL F.1203-36Mn6 ; F.8212-36Mn5 2
- SCM1 30G 28Mn6 2
1572 S35C 35 = 2
1672 S45C 45 F.1140-C45k ; F.1142-C48k 2
- S55C 55 F.1150-C55k 2
674 S50C 50 - 3
1678 S58C 60,60G ;60GA - 3
1870 SUP4 - - 8
= SCMnH/1 110G13L F.8251-AM-X120Mn12 9
2258 SUJ2 SchChis F.1310-100Cr6 8
2912 = = F.2601-16Mo3 8
- - - F.2602-16Mo5 8
= = = F.2641-15Ni6 4
- - - F.2645-X8Ni09 8
= = = = 8
- SNC236 - - 5
= SNC415(H) = F.1540-15NiCr11 5
- SNC81 5(H) - - 5
- - 40ChN2MA ; 40ChGNM F.1280-35NiCrMo4 5
2506 SNCM220(H) 20ChGNM F.1552-20NiCrMo2 ; F.1534-20NiMo31 5
- SNCM240 38ChGNM F.1204-40NiCrMo? ; F.1205-40NiCrMo2DF 5
2541 - 38Ch2N2MA F.1272-40NiCrMo7 ;34CrNiMo6 5
_ _ = F.1560-14NiCrMo13 5
- - - F.1560-14NiCrMo13 ;F.1569-14NiCrMo131 5
- SCr415(H) 15Ch - 2
- SCr430(H) 35Ch F.8221-35Cr4 5
= SCr440(H) 40Ch F1211-41Cr4DF ; F1202-42Cr4 5
2245 SCr440 40Ch F.1202-42Cr4 5
2511 = 18ChG F1516-16MnCr5 ; F1517-16MnCr5 5
- SUP9(A) 50ChGA F.1431-55Cr3 5
2225 SCM420 20ChM ; 30ChM F.8372-AM26CrMo4;F.8330-AM25CrMo4;F.1256-30CrMo4-1 5
2234 SCM432; SCCRM3 AS38ChGM;35ChM;35ChML F.8331-AM34CrMo4;F.823134CrMo4;F.1250-35CrMo4;F.1254-35CrMio4DF 5
2244 SCM440 40ChFA F.8332-AM42CrMo4;F.8232-42CrMo4:F.1252-40CrMo4 5
2244 SCM440(H) - F.8332-AM42CrMo4;F.8232-42CrMo4:F.1252-40CrMo4 5
2216 SCM415(H) - F1551-12CrMo4 5
- - 12ChM ; 15ChM F.2631-14CrMo45 5
2240 = = F124.A 5
2218 - 12Ch8 TUH 5
_ _ = F.2621-13MoCrV6 5
2230 SUP10 50ChGFA ; 50CHFA F.1430-51Crv4 5
2940 = 38ChMJuA F.1740-41CrAIMo7 8
- - - - 8
1880 = U10A-1;2 F516 5
- SK2 u13 F.5123;C120 5
= = Ch F.5230;100Cr6 8
- SKD1 Ch12 F.5212 ;X210 Cr12 10
- - - - 10
- - - - 10
- - - - 10
- SKDé 4ChMFS F.5317; X37 CrMoV5 10
2242 SKD61 4ChMF1S F.5318 ; X40CrMoC5 10
- - - - 10
2260 SKD12 = F.5227 ; X100CrMoV5 10
- - - - 10
2310 SKDN = F.520A 10
2140 SKS31;5KS2,5KS3 ChWG F.5233; 105WCr5 10
2312 SKD2 = F.5213 ; X210CrW12 10
2710 — 5ChW2SF F.5241 ; 45WCrSi8 10
= SKD5 3Ch2waF F.5323 ; X30WCrv9 10
2310 - - F.5211 ; X160CrMoV12 10
- SKT4 5ChNM F.520S 10
- - - - 10
- SKS43 - - 10
2723 SKH55 2723 RE6MSKS 10
- SKH3 - F.5530; 18-1-1-5 10
2722 SKH9 (R6AMS) ; R6M5 F.5603 ;6-5-2 10
2782 = = F.5607;18-0-1 10
- SKH2 R18 F.5520; 18-0-1 10
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Material Comparison Table (con't)
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Material Vardex | USA Germany Germany Great Britain France Italy
Group No. AISI/SAE W.-Nr. DIN AFNOR UNI
12 403 1.4000 X6Cr13 403517 76C13 X6Cr13
12 - 14001 X7Cr14 = = =
12 410 1.4006 X10Cr13 410521 Z210C14 X12Cr13
12 430 14016 X6Cr17 430515 Z8C17 X8Cr17
12 - 14027 G-X20Cr14 420C29 Z20C13M -
12 - 14034 X46Cr13 420545 Z40CM;Z38C13M X40Cr14
12 431 14057 X20CrNi172 431529 Z15CNi6.02 X16CrNi16
12 430 14104 X12CrMoS17 - Z10CF17 X10CrS17
12 434 14113 X6CrMol71 434517 Z8CD17.01 X8CrMol7
12 - 14313 X5CrNi134 425C1N Z4CND13.4M -
12 - 14408 G-X6CrNiMo18 10 316C16 - -
12 HW3 14718 X45CrSio3 401545 745CS 9 X45CrSi8
12 405 14724 X10CrAI3 403517 710C13 X101CrAT12
11 - 14742 X10CrAl18 430515 Z12CAS18 X8Cr17
12 HNV6 1.4747 X80CrNiSi20 443565 Z80CSN20.02 X80CrSiNi20
1 446 14762 X10CrAI24 - Z10CAS24 X16Cr26
13 304 14301 X5CrNi18 10 304515 Z6CN18.09 X5CrNi1810
13 303 14305 X10CrNiS18 9 303521 Z10CNF 18.09 X10CrNiS 18.09
M 13 304L 14306 X2CrNi19 11 304512;304C12 Z2(CN18.10;,73CN 19.10 X2CrNi18.11
A 13 CF8 14308 G-X6CrNi18 9 304C15 Z6CN18.10M -
Stainless 13 301 14310 X12CiNi77 301521 Z12CN 17.07 X1 2CrNi1 707
Steel 13 304LN 1431 X2CrNiN18 10 304562 Z2CN18.10 -
13 316 14401 X5CrNiMo17122 316516 Z6CND17.11 X5CrNiMo17 12
13 316LN 14429 X2CrNiMoN17133 - Z2CND17.13 -
13 316L 14435 X2CrNiMo18143 316512 Z2CND17.13 X2CrNiMo17 13
13 317L 14438 X2CrNiMo17133 317512 Z2CND19.15 X2CrNiMo18 16
13 329 1.4460 X8CrNiMo275 - - -
12 321 14541 X6CrNiTi18 10 2337 Z6CNT18.10 X6CrNiTi18 11
12 347 14550 X6CrNiNb18 10 347517 Z6CNNb18.10 X6CrNiND18 11
12 316Ti 14571 X6CrNiMoTi17122 320517 Z6NDT1 7.12 X6CrNiMoTi17 12
12 - 14581 G-X5CrNiMoNb18 10 318C17 Z4CNDNb18 12M XG8CrNiMo18 11
12 318 14583 X10CrNiMoNb18 12 - Z6CNDNb17 13B X6CrNiMoNb17 13
13 309 14828 X15CrNiSi20 12 309524 Z15CNS20.12 -
13 3105 14845 X12CrNi25 21 310524 Z12CN25 20 X6CrNi25 20
13 330 14864 X12NiCr36 16 - Z12NCS35.16 -
13 - 14865 G-X40NiCrSi38 18 330C1 - XG50NiCr39 19
13 EV8 14871 X53CrMnNiN2 19 349554;321512 Z52CMN21.09 X53CrMnNiN219
13 321 14878 X12CrNiTi18 9 3215320 Z6CNT18.128B X6CrNiTi1811
30 No20B 0.6010 GGI10 - Ft10D -
30 No 258 0.6015 GGI15 Grade 150 Ft15D =
30 No 30 B 0.6020 GG20 Grade 220 Ft20D -
29 No35B;No40B |0.6025 GG25 Grade 260 Ft25D =
29 No 45B 0.6030 GG30 Grade 300 R30D -
29 No 50 B 0.6035 GG35 Grade 350 Ft35D =
29 No 55 B 0.6040 GG40 Grade 400 Ft40D —
29 ASTM - DIN4694 34681974 - -
29 A436-72 - GGL- A32-301
29 Type 2 - NiCr20 2 L-NiCr202 -NC202 -
30 60-40-18 0.7040 GGG 40 SNG 420/12 FCS400-12 GS 370-17
30 - 0.7043 GGG 403 SNG 370/17 FGS 370-17 -
30 - 0.7033 GGG 35.3 - - -
31 80-55-06 0.7050 GGG 50 SNG 500/7 FGS 500-7 GS 500
31 - 0.7060 GGG 60 SNG 600/3 FGS 600-3 -
31 100-70-03 0.7070 GGG70 SNG 700/2 FGS 700-2 GS 700-2
31 - - DIN 1694 - -NM 137 -
31 Type 2 = GGGNiMn 137 L-NiMn 13 7 -NC202 =
31 - - GGG NiCr202 -NC 202 - -
28 32510 0.8135 GTS-35 B 340/12 MN 35-10 =
29 40010 0.8145 GTS-45 P 440/7 — —
29 50005 0.8155 GTS-55 P 510/4 MP50-5 -
29 70003 0.8165 GTS-65 P 570/3 MP 60-3 -
29 80002 0.8170 GTS-70 P690/2 MP 70-2 -
36 - - G-AlSi12 LM20 - -
36 - - GD-AISi12 - - -
36 - - GD-AISi8Cu3 LM24 - -
%6 |- = G-AlSiT0Mg LM9 = =
36 - - G-AlISi12 LM6 - -
19 330 14864 X12NiCrSi - Z12NCS35.16 =
19 - 14865 G-X40NiCrSi 330CN - XG50NiCr
19 5390A 24603 - - NC22FeD -
19 - 24630 NiCr20Ti HR5, 203-4 NC20T -
19 5666 24856 NiCr22Mo9N - NC22FeDNB -
19 5537 C LW2.496 CoCr20W15 - KC20WN -
19 4676 24375 NiCu30Al 3072-76 - -
S 19 - 24631 NiCr20TiAk Hr40,601 NC20TA -
19 AMS 5399 24973 NiCr19Co11 - NCI19KDT -
Heat 21 5391 LW2.467 S-NiCr13A16 3146-3 NC12AD -
Resistant 21 5660 LW2.466 NiCr19Fe19 HR8 NC19FeNb =
Material 21 5383 LW2.466 NiCr19Fe19 - NC20K14 -
21 - - CoCr22W14 - KC22WN -
21 - LW2.467 NiCo15Cr10 - - -
23 - - TiAl14M04Sn4Si0.5 = = =
23 - - TiAI5Sn2.5 TA14/17 T-A5SE —
23 - - TiAl6V4 TA10-13/TA2 T-A6V -
23 - - TiAI6VAELI TA11 - -

| 220 | VARDEX




Contents

Thread Turning Thread Milling MiniPro

Sweden Japan Russia Spain Vardex
SS JIS GOST UNE No.
2301 SUS403 08Ch13 F.3110-X6Cr13 ; F.8401-AM-X12Cr13 12
= = 08Ch13 F.3110-X6Cr13 ; F.8401-AM-X12Cr13 12
2302 SUS410 12Ch13; 15Ch13L F.3401-X10Cr13 12
2320 SUS430 12Ch17 F.3113-X6Cr17 12
- SCS2 20Ch13L - 12
2304 SUS420J2 40Ch13 F.3405-X45Cr13 12
2321 SUS431 20Ch17N2 F.3427-X19CrNi172 12
2383 SUS430F - F.3117-X10CrS17 ; F.3413-X14CrMoS17 12
2325 SUS434 - F.3116-X6CrMo171 12
- SCS5 - - 12
- SCS14 07Ch18N10G252M2L F.8414-AM-X7CrNiMo2010 12
= SUH1 40Ch952 F.3220-X45CrSi09-03 12
- SUS405 10Ch13SJu F.3152-X10CrAl13 12
= SUH21 15Ch18SJu F.3153-X10CrAl18 1
- SUH4 - F.3222-X80CrSiNi20-02 12
2322 SUH446 = F.3154-X10CrAI24 11
2332 SUS304 08Ch18N10 F.3551-X5CrNi1811;F.3541-X5CrNi1810 ; F.3504-X6CrNi1910 13
2346 SUS303 - F.3508-X10CrNiS18-09 13
2352 SCS19; SUS304L 03Ch18N11 F.3503-X2CrNi1810 13 M
2333 SCS13 07Ch18NIL - 13
2331 SUS301 - F.3517-X12CrNi177 13
2371 SUS304LN - F.3541-X2CrNiN1810 13
2347 SUS316 - F.3534-X5CrNiMo17122 13
2375 SUS316LN = F.3543-X2CrNiMoN17133 13
2353 SCS16 03Ch17N14M3 F.3533-X2CrNiMo17132 13
2367 SUS3T7L - F.3539-X2CrNiMo18164 13
2324 SUS329L; - F.3309-X8CrNiMo27-05; F.3552-X8CrNiM0266 13
06Ch18N10T; 08Ch18N10T; -
588 SUS321 09ChISNIOT: 12Ch18N10T F.3523-X6CrNiTi1810 12
2338 SUS347 08Ch18N12B F.3524-X6CrNiNb1810 12
2350 = 10Ch17N13M2T F.3535-X6CrNiMoTi17122 12
- SCS22 - - 12
= = = = 12
- SUH309 20Ch20N1452 F.3312-X15CrNiSi20-12 13
2361 SUH310 20Ch23N18 = 13
- SUH330 - F.3313-X12CrNiSi36-16 13
- SCH15 - = 13
- SUH35,5UH36,5U321 55Ch20G9AN4 F.3217-X53CrMnNiN21-09 13
= = = = 13
0110 - CY10 FG10 30
0115 = CY15 FG15 30
0120 - C420 FG20 30
0125 = CY25 FG25 29
0130 — C430 FG30 29
0135 = CY35 FG35 29
0140 - C440 - 29
MB - - - 29
1S0-215 - - 29
523 - = = 29
07 17-02 - VC42-12 - 30
07 17-12 - VC42-12 = 30
07 17-15 - - - 30
07 27-02 = VC50-2 = 31
0732-03 - VC60-2 - 31
07 37-01 = VC70-2 = 31
0772 - - - 3]
0776 - - - 31
- - - - 3]
08 15 - = _ 8
0852 - - _ 70
08 54 - = _ 20
08 58 - - _ 70
08 62 - = _ 29
4260 - - - 36
4247 - - - 36
4250 - - - 36
4253 - - = 36
4261 - - - 36
= SUH 330 = F.3313-X12CrNiSi36-16 19
- SCH 15 - — 19
- - - - 19
- - - - 19
= = = = 19
- - - - 19
= = = = 19
- - - - 19
= = = = 19
- - - - 21
= = = = 21
- - - - 21
= = = = 21
- ~ — - 2]
- - - - 23
- - - - 23
- - - - 23
- - - - 23
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Troubleshooting
Problem Possible Cause Solution
Cutting speed too high > Reduce cutting speed / use coated insert
Increased Depth of cut too low/ too many passes -------- > Increase the depth of cut per pass
flank wear Unsuitable carbide grade --------------=--=-----— > Use a coated carbide grade
Insufficient cooling > Increase coolant flow rate
<
U“eYe” Incorrect helixangle > Choose the correct anvil
cutting inf h he al ing flank infeed hod
edge wear Wrong infeed method » Use the alternating flank infeed metho
Depth of cut too large > Decrease depth of cut/ increase number of passes
| FExtreme Insufficient cooling > Increase coolant flow rate
plastic Cutting speed too high » Reduce cutting speed
deformation  jnsyitable carbide grade ---------------—-- > Use a tougher carbide
Nose radius too small > Use an insert with a larger radius, if possible
Depth of cut too large > Decrease depth of cut/ increase number of passes
a Cutting Extreme plastic deformation ~-------------------- > Use atougher carbide
edge Insufficient cooling > Increase flow rate and/ or correct flow direction
breakage Unsuitable carbide grade ---------------------——- > Use a tougher carbide
Instability » Check stability of the system
C Built-up Incorrect cutting speed > Change the cutting speed
edge Unsuitable carbide grade ------------=--------——-- > Use a coated carbide
Thread The tool is not at the workpiece axis height > Change tool height
rofile
ips to:) Insert is not machining the thread crest ------- > Measure the workpiece diameter
ZI: ZI: 7/7\ shallow Worn insert > Change the cutting edge sooner
Poor Cutting speed too low > Increase cutting speed
surface Wrong anvil » Choose correct anvil
quality Flank infeed method is not appropriate--------- > Use the alternate flank or radial infeed method
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VRX Redefining

Multipurpose Premium Grade the Eher:gﬁrl::grk

Multipurpose Thread Turning Grade for Stronger
Wear Resistance and Improved Productivity

AITiN Alloyed PVD Coating

High Oxidation Temperature

Submicron Substrate

I See page 204 for more information.
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Thread Milling Systems

MITTM Multi-Flute Indexable Thread Mill Inserts

MiTM19 (A) For Small Bores MiTM24 (M) For Medium Bores

Standard Conical Standard Conical

MiTM25 (S) For Standard Applications

Standard Conical Shell Mill Shell Mill Conical

MiTM40 (L) For Long Threads

Standard Shell Mill Shell Mill Conical

MiTM41 (B) For Large Pitches

Standard Shell Mill

Standard
Standard / TMF

Mini TMMC Standard TMC Coarse 124/.. TMLC

T™2C TMOC TM Shell Mill

Coarse Pitch

Coarse 124/... Coarse 124/...
(Standard TMC Style) (Mini TMMC Style)
Conical TMSC - Single Point TMVC - Single Point
Vertical
TMNC TMSC TMVC
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Thread Milling Systems

Thread Milling  MiniPro

‘'VARGUS
ceNiusT
Tool Selector and CNC
Program Generator

TMSD Thread Milling for Deep Holes

U Style For Large Pitches

Weldon Shank Carbide Cylindrical

Shank

Steel Cylindrical

Shank Shell Mill

L Style (Mini L) For Small Bores and
Short L2

Weldon Shank Carbide Cylindrical

Shank

Vertical Style (7V, 9V, 11V)

Weldon Shank Carbide Cylindrical

Shank

L Style (3/8” L) For Large Trapezoid Profiles

and ABUT

A Style For
Shorter L2

Weldon Shank Carbide Cylindrical Shell Mill Steel Cylindrical
Shank Shank
TM Solid Solid Carbide Thread Milling Tools

Helical Flutes with Coolant

Helicool (HO) Helicool-R (HCR) Helicool-C (HCQO) HTC (Thriller)
Helical Flutes Miniature Tools

Helical (H) Taper MilliPro MilliPro HD MilliPro Dental
Straight Flutes Long Tools

Straight Taper Deep Threading Full Profile Deep Threading Partial Profile
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Thread Milling Methods

(for RH Tools only)

External

Right Hand
Thread -
Conventional
Milling

Left Hand
Thread -
Conventional
Milling

Right Hand
Thread -
Climb
Milling

Left Hand
Thread -
Climb
Milling

Internal

Thread Milling MiniPro

Right Hand
Thread -
Conventional
Milling

Left Hand
Thread -
Conventional
Milling

Right Hand
Thread -
Climb
Milling

Left Hand
Thread -
Climb
Milling
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MiniPro

Contents Thread Turning Thread Milling

The Thread Milling Advantages

B Enables machining of large work pieces which cannot be easily mounted on a lathe
M Easily machine non-rotatable and asymmetrical parts

Il Complete operation in one clamping

M Threading of large diameters requires less power than threading using taps

B No upper limits to bore diameter

B Chips are short

M Blind holes without a thread relief groove can be machined

B Thread relief grooves are unnecessary

B One holder can be used for both internal and external threads

M One tool can be used for both right hand and left hand thread

B Inventory can be reduced to a minimum as small range of tooling covers a wide range of thread diameters

M Interchangeable inserts

M Suitable for machining of hard materials

M Threads have a high surface finish

B Allows for correction of tool diameter and length

M Interrupted cuts are easily machined

M One tool for a wide range of materials

B A better thread quality in soft materials where taps normally tear the material
Bl Short machining time due to high cutting speed and rapid feed rates

B Small cutting forces allow machining of parts with thin walls
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Contents Thread Turning Thread Milling MiniPro

MITM
. Super Fast Thread Milling System

Inserts | Toolholders




Contents Thread Turning Thread Milling MiniPro

Vardex Ordering Code System

B MiTM Inserts

R 25 | 1.00 ISO ™ VBX
1 2 3 4 5 6 7
1- Product Line 2 - Insert Style 3 -Type of Insert 4 - Pitch 5 - Standard 6 - System| | 7 - Carbide Grade
R- MiTM line 19,24, 25,40, 41 I - Internal 0.5-6.0 mm| | ISO- SO Metric ™ VBX
E - External 32-4 tpi UN-American UN VTX
El-External+Internal W- BSW, BSP
NC-Plug NPT-NPT
NPTF-NPTF
BSPT-BSPT
B MiTM Holders
R ™ C 25 17 26 S 2
1 2 3 4 5 6 7 8

1- Product Line

2 - Holder Type

3 - Cooling

4 - Shank Dia. [mm] | (5 - Cutting Dia. [mm]

R - MiTM line
BR - MiTM with Anti-
vibration System

TM - Standard Holder
TMN - Conical Holder

C- Coolant Channel

12,20, 25,32 10-36

8 - No. of Flutes

25S 5

6 - Tool Overhang [mm)] 7 - Insert Style
19-80 A-19 1-5
M- 24
S-25
L-40
B-41
B MiTM Shell Mill
R ™ C D36 16
1 2 3 5

EEEE

1- Product Line

2 - Holder Type

3 - Cooling

4 - Cutting Dia. [mm] | |5 - Drive Hole Dia. [mm]

R-MiTM line

TM - Standard Holder
TMN - Conical Holder

C- Coolant Channel

36-58 16, 22,27

6 - Insert Style

7 - No. of Flutes

255
40L
41B

5-8
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Contents Thread Turning Thread Milling

MITM

The VARDEX Multi-flute Indexable Thread Milling (MiTM)
system for fast machining, reduces cycle times when
machining threads with long inserts. Nickel coating for
all MiTM toolholders provides better anti-rust protection.

MiTM 19 (A)

For Small
Bores

MiTM 24 (M)

For Medium
Bores

MiTM 25 (S)

For Standard
Applications

MiTM 40 (L)

For Long
Threads

MiTM 41 (B)

For Large
Pitches

— Standard —

No.of Flutes (2) 1
Cutting Dia. (D2)
Tool Overhang (L1) 20.0-25.2

— Standard —

No.of Flutes (2) 12
Cutting Dia. (D2)  13.6-16
Tool Overhang (L1) 26-36

— Standard —

No. of Flutes (Z) ~ 2-5
Cutting Dia. (D2)  17-30
Tool Overhang (L1) 26-80

— Standard —

No. of Flutes (Z) ~ 3-4
Cutting Dia. (D2)  22-30
Tool Overhang (L1) 43-80

— Standard —

No. of Flutes (Z) 15
Cutting Dia. (D2)  24.5-36
Tool Overhang (L1) 43-65

10.0-11.75

— Conical —

No.of Flutes (2) 1
Cutting Dia. (D2)  10.2
Tool Overhang (L1) 19.0

— Conical —

No.of Flutes (2) 1
Cutting Dia. (D2) 139
Tool Overhang (L1) 26

— Conical —

No. of Flutes (2) ~ 2-4
Cutting Dia. (D2)  17-28
Tool Overhang (L1) 26-43

— Shell Mill —

No. of Flutes (Z) ~ 5-8
Cutting Dia. (D2)  36-52
Tool Overhang (LT) max.200

— Shell Mill —

No. of Flutes (Z)  6-8
Cutting Dia. (D2)  44-52
Tool Overhang (L1) max.200

— Shell Mill —

No.of Flutes (Z)  5-6
Cutting Dia. (D2)  48-58
Tool Overhang (L1) max.200

"VARGUS
ceNius

Tool Selector &
program Genera

MiniPro

nd CNC
tor

~ Shell Mill
Conical

No. of Flutes (Z) 5
Cutting Dia. (D2) 36
Tool Overhang (L1) max.200

~ Shell Mill
Conical

No. of Flutes (Z) 6
Cutting Dia. (D2) 45
Tool Overhang (L1) max.200
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MiniPro

Contents Thread Turning Thread Milling

ISO Metric

External / Internal

Le

1/4P " Internal [ (@) ©° J D © Q° J @
e ) L ) L |
MiTM 19 MITM 24 MiTM 25
‘ Le ‘
1/8P  External ‘ n ‘ ‘ ‘
Defined by: R262 (DIN 13) { © i O‘ 5
Tolerance class: 6g/6H \ L L L 1
MiTM 40 MiTM 41
Standard MiTM
L Pitch Ordering Code Cutting Edge Teeth Toolholder
mm mm External Internal Le Zt
0.5 R1910.501SOTM... 1 20.0 40
0.75 R1910.75ISOTM... 1 20.0 27
1.0 R1911.00I1SOTM... 1 20.0 20
19 1.25 R1911.25ISOTM... 1 200 16 RTMC...A
1.5 R1911.50ISOTM... 1 19.5 13
1.75 R1911.75ISOTM... 1 19.25 "
2.0 R1912.0ISOTM... 1 20.0 10
0.5 R2410.501SOTM... 1 24.5 49
0.75 R2410.75I1SOTM... 1 24.75 33
1.0 R2411.00ISOTM... 1 24.0 24
" 1.25 R2411.25ISOTM... 1 250 20 RTMC.M
1.5 R2411.50ISOTM... 1 24.0 16
1.75 R2411.75ISOTM... 1 24.5 14
20 R2412.00ISOTM... 1 24.0 12
2.5 R2412.50I1SOTM... 1 250 10
1.0 R25E1.00ISOTM...  R2511.00ISOTM... 2 24.0 24
1.25 R25E1.25ISOTM...  R2511.25ISOTM... 2 23.75 19
e 15 R25EL50ISOTM... R2501.501SOTM... 2 24.0 16 (BIRTMC...S
2.0 R25E2.00ISOTM...  R2512.00ISOTM... 2 24.0 12
2.5 R25E2.50ISOTM...  R25I12.50ISOTM... 2 25.0 10
30 *R25E3.00I1SOTM... *R25I3.00I1SOTM... 2 24.0 8
1.0 R4011.00ISOTM... 2 39.0 39
1.5 R4011.501SOTM... 2 39.0 26
40 20 R4012.00I1SOTM... 2 38.0 19 (BIRTMC...L
2.5 R4012.50I1SOTM... 2 375 15
30 R4013.00I1SOTM... 2 39.0 13
30 R41E3.00ISOTM...  R4113.00ISOTM... 2 39.0 13
35 R41E3.50ISOTM...  R41I3.50ISOTM... 2 38.5 "
4.0 R41E4.00I1SOTM...  R4114.00ISOTM... 2 40.0 10
4 45 R41E4.50ISOTM...  R4114.50ISOTM... 2 40.5 9 RTMC...B
50 R41E5.00ISOTM...  R4115.001SOTM... 2 40.0 8
5.5 RA1ES5.50ISOTM...  R41I5.50I1SOTM... 2 38.5 7
6.0 R41E6.00ISOTM...  R4116.00ISOTM... 2 36.0 6

* 3.01SO inserts do not fit into toolholder RTMC2517...
For external insert 3.0 ISO use for CNC program (D2 + 0.5mm).

inserts with a single cutting edge can be ordered by request. Example: R2512.001SOTM(S)...

I MiTM inserts 25, 40 and 41 are offered with 2 cutting edges. In case of chip flow difficulty, @
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American UN - uNG UNF, UNEF, UNS

Contents Thread Turning Thread Milling MiniPro

External / Internal

*1/4P Internal ‘ Le ‘ Lo ‘
o e = “ |
ee i a LR werof
] | J ] |
1/8P  External MiTM 19 MiTM 24 MiTM 25
Defined by: ANSI B1.1:74
Tolerance class: 2A/2B
Standard MiTM
L Pitch Ordering Code Cutting Edge Teeth Toolholder
mm tpi External Internal Le 7t
32 R19132UNTM... 1 19.84 25
28 R19128UNTM... 1 19.96 22
27 R19127UNTM.. 1 19.76 21
24 R19124UNTM... 1 20.11 19
19 20 RT9120UNTM... 1 19.05 15 RTVIC A
18 R19118UNTM... 1 19.76 14
16 R191T6UNTM... 1 19.05 12
14 R191T14UNTM... 1 19.96 1
13 R19113UNTM... 1 19.54 10
12 R19112UNTM... 1 19.05 9
32 R24132UNTM... 1 24.61 31
28 R24128UNTM... 1 2449 27
24 R24124UNTM... 1 24.34 23
20 R24120UNTM... 1 2413 19
24 18 R24118UNTM... 1 23.99 17 RTMC...M
16 R24116UNTM... 1 23.81 15
14 R24114UNTM... 1 23.59 13
12 R24112UNTM... 1 23.28 1
10 R241T0UNTM... 1 22.86 9
20 R25E20UNTM...  R25I20UNTM... 2 2413 19
18 R25E18UNTM...  R25118UNTM... 2 2399 17
16 R25E16UNTM...  R25116UNTM... 2 23.81 15
5 14 R25ET4UNTM...  R25114UNTM... 2 23.58 13 (BRTMC...S
12 R25E12UNTM...  R25I12UNTM... 2 23.28 1
10 R25ETOUNTM...  R25IT0UNTM... 2 22.86 9
9 *R25E9UNTM...  *R2519UNTM... 2 22.58 8
8 *R25E8UNTM...  *R25I8UNTM... 2 2222 7

MiTM inserts 25, 40 and 41 are offered with 2 cutting edges. In case of chip flow difficulty,
inserts with a single cutting edge can be ordered by request. Example: R25120UNTM(S)...

* 8 UN&9UNinserts do not fit into toolholder RTMC2517...
For external insert 8 UN use for CNC program (D2 + 0.5mm).

i
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Thread Milling  MiniPro

Contents Thread Turning

American UN - uNc, UNF, UNEF, UNS (cont)

External / Internal

Le

Le

© °
] | ] |
1/8P External MiTM 40 MiTM 41
Defined by: ANSI B1.1:74
Tolerance class: 2A/2B
Standard MiTM

L Pitch Ordering Code Cutting Edge Teeth Toolholder

mm tpi External Internal Le 7t
20 R40120UNTM... 2 39.37 31
18 R401M8UNTM... 2 39.51 28
16 R401T6UNTM... 2 39.69 25
14 R40114UNTM... 2 3991 22

40 (BIRTMC...L
12 R4012UNTM... 2 38.10 18
10 R40ITOUNTM... 2 38.10 15
9 R40I9UNTM... 2 39.51 14
8 R40IBUNTM... 2 38.10 12
8 R4TESUNTM... R4TIBUNTM... 2 38.10 12
7 R4TE7UNTM... R4117UNTM... 2 3991 "
6 RATEGUNTM... R41I6UNTM... 2 38.10 9

4 RTMC...B
5 R4A1ESUNTM... R41I5UNTM... 2 35.56 7
4.5 R4TE4.5UNTM...  R4114.5UNTM... 2 39.51 7
4 RATEAUNTM... R4114UNTM... 2 38.10 6

inserts with a single cutting edge can be ordered by request. Example: R25120UNTM(S)...

I MiTM inserts 25, 40 and 41 are offered with 2 cutting edges. In case of chip flow difficulty, @
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Contents Thread Turning Thread Milling MiniPro

Whitworth for BSF, BSP (G)

External / Internal | Le | Le |
e  o°) D © 6°] @
) L | L |
MiTM 19 MiTM 24 MiTM 25
‘ Le ‘
— ‘ | | z
Defined by: B.5.84:1956, DIN 259, ‘{ © 2 i ‘\ = 1
DIN 15S0228/1:1982 ‘ L r L g
Tolerance class: Medium Class A MITM 40 MiTM 41
Standard MiTM
L Pitch Ordering Code Cutting Edge Teeth Toolholder
mm tpi External+ Internal Internal Le Zt
19 R19EINOWTM... 1 20.05 15
19 16 R19EN6WTM... 1 19.05 12 RTMC...A
14 R19EIT4WTM... 1 19.96 "
19 R24EINOWTM... 1 24.06 18
24 14 R24EIT4WTM... 1 23.59 13 RTMC...M
12 R24EIT2WTM... 1 23.28 "
16 R25ENN6WTM... 2 23.81 15
14 R25EI14WTM... 2 23.58 13
25 (BIRTMC...S
12 R25EI2WTM... 2 23.28 N
1 R25EIMTWTM... 2 23.09 10
16 R40EN6WTM... 2 39.69 25
20 14 RAOEIN4WTM... 2 3991 22 BRTMC...
12 R40EIT2WTM... 2 38.10 18
1 R40EIMTWTM... 2 39.25 17
8 R4TIBWTM... 2 38.10 12
41 7 RAN7WTM... 2 3991 N RTMC...B
6 R41I6WTM... 2 38.10 9

MiTM inserts 25, 40 and 41 are offered with 2 cutting edges. In case of chip flow difficulty,
inserts with a single cutting edge can be ordered by request. Example: R25E16WTM(S)...
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Contents Thread Turning Thread Milling MiniPro

NPT
External / Internal B Le | Le
4 7 ‘ @ 147 c @
™ - 147" >+ (¢} >
147 NG &7 B \—#@J — 9 0
L L | L
MiTM 19 MITM 24 MITM 25
L’V\/\/\/\/\/\I\/S\/\/\/\/\/\/\/\/\‘ MT ;
Defined by: USAS B2.1:1968 47 e Q ° E ° ©° E
Tolerance class: Standard NPT ! L ! L
MiTM 40 MITM 41
Standard MiTM
L Pitch Ordering Code Cutting Edge Teeth Toolholder
mm tpi External+ Internal Le 7t
19 18 R19EIT8NPT-TM... 1 19.76 14 RTMNC...A
24 18 R24EIT8NPT-TM... 1 2399 17 RTMNC...M
14 R25EIN4NPT-TM... 1 23.58 13
RTMNC...S
25 11.5 R25EIM1.5NPT-TM... 1 24.30 M
8 R25EIBNPT-TM... 1 22.22 7 RTMNGD36-16-2555
11.5 R40EIT1.5NPT-TM... 1 37.55 17
40 RTMNGD45-22-40L6
8 R40EIBNPT-TM... 1 38.10 12
41 8 RATEIBNPT-TM... 1 38.10 12 RTMC...B
NPTF
External / Internal Le | Le |
= 147, = @ 1475 o @
1474 o 0o —Q O
L L
MiTM 19 MITM 24 MITM 25
Le | 147" e
L o E E
Defined by: ANSI B1.20.3-1976 %f“ Q J‘ °
Tolerance class: Standard NPTF f L 1 L
MiTM 40 MITM 41
Standard MiTM
L Pitch Ordering Code Cutting Edge Teeth Toolholder
mm tpi External+ Internal Le Zt
19 18 R19EIT8NPTFTM... 1 19.76 14 RTMNC...A
24 18 R24EIN8NPTFTM... 1 2399 17 RTMNC...M
14 R25EIM4NPTFTM... 1 23.58 13
RTMNC...S
25 1.5 R25EITT.5NPTFTM... 1 24.30 il
8 R25EIBNPTFTM... 1 22.22 7 RTMNCGD36-16-2555
11.5 R40EI1.5NPTFTM... 1 37.55 17
40 RTMNCGD45-22-40L6
8 RAOEIBNPTFTM... 1 38.10 12
47 8 RATEIBNPTFTM... 1 38.10 12 RTMC...B
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Contents Thread Turning Thread Milling MiniPro

BSPT
External / Internal . Le
= 147,
ROIS7R __ (, ntemal 47 B T e 0°
| \27.5275° ‘474‘ -
MiTM 19 MiTM 24
_‘S]—OJT e . | WAAM
External . - G ‘
147 [ ) @ o 5 E
Defined by: B.S. 21:1985 —0 0O ‘L O J‘
Tolerance class: Standard BSPT L ‘ L |
MITM 25 MITM 40
Standard MiTM
L Pitch Ordering Code Cutting Edge Teeth Toolholder
mm tpi External+ Internal Le Zt
19 19 R19EIN9BSPT-TM... 1 20.05 15 RTMNC..A
24 19 R24E19BSPT-TM... 1 24.06 18 RTMNC 2014-26 M1
14 R25EI14BSPT-TM... 1 23.58 13
25 RTMNC...S
" R25EIT1BSPT-TM... 1 23.09 10
40 1 R4QEIN1BSPT-TM... 1 39.25 17 RTMNG-D45-22-40L6
Plug Insert
L Ordering Code Teeth Toolholder
mm External+ Internal Zt
24 R24NC RTMC...M
(BIRTMC...S
25 s RTMNC...S
No Teeth All Types
(BRTMC...L
40 EENC RTMNC....
41 R4INC RTMC...B

Fill unused toolholder pockets with plug inserts (R.NC).
This assures balance and prevents instability and chips from packing into empty pockets.
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Thread Milling  MiniPro

Contents Thread Turning

Standard Toolholders (MiTM 19)

RTMC - for Standard Threads Spare Parts
Insert Style Ordering Code Dimensions mm No. of Flutes _ ,
mm L L1 D D1 D2 YA |S_2rceav5/i?<g Torx+ Screwdriver
KIP6
RTMC1210-20A1 68 20 12 75 10 1
SLD3IP6 Use the included Vardex
19 (M3x0.5) Torx+ screwc(jjrg/er only.
' Recommende
RTMC1212-25A1 73.5 25.2 12 8.7 11.75 1 max. torque 1.2 NxM
Standard Thread Application by Toolholder
Toolholder Min. Thread Dia.
D2 I1SO ISO
mm ) UNC UN/UNF/UNEF/UNS BSF BSP(G)
M11x0.5; M11x0.75; M11.5x1; 746-32UN; 7/16-28UNEF; 7/16-27UNS; /4-24UNS;
RTMC1210-20A1 10 M12x1.75 M12x1.25; M12x1.5 -13 11-20UNF: 14-18UNS; V4-16UN: V4-14UNS -16 419
o . . . 1/ L9/ L9/ L9/ .
RTMCI212-25A1 75 MI4x20; MI125x0.5 MI3X0.75 MI3xT; o, 15 /o-32UN; %628UNS; %e-27UNS; 624UNEF; - ) V14

M16x2.0  M13.5x1.25; M14x1.5; M14x1.75 */6-20UN; %6-18UNF; %46-16UN; %1s-14UNS;

2 Step Clamping System

Fasten |@
~ First
© 2
N ~ A
6’/ |
ﬁ Fasten |@
Second
. . : ’ ’ To mount insert correctly,
Side with screw location holes. Always mount all inserts with ; y L
: push the insert toward the
screw location holes face up. pocket walls.
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Contents Thread Turning Thread Milling MiniPro

Conical Toolholders (MiTM 19)

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

RTMNC - for Conical Threads Spare Parts
Insert Style Ordering Code Dimensions mm No. of Flutes ,
mm L L1 D D1 D2 z ggfeavtvi?(g Torx+ Screwdriver
KIP6
sLD3IP | Yse the included Vardex
19 RTMNC1210-19A1 66.5 19 12 8 10.6 1 (M3x0.5) Torx+ screwdriver only.
’ Recommended
max. torque 1.2 NxM
Conical Thread Application by Toolholder
Toolholder
e NPT NPTF BSPT
1/4-18% 1/4-18% 4-19%
RTMNC1210-19A1 10.6 418 %18 3419
*Using MiTM 19 tools the maximum thread length is 10.5mm.
2 Step Clamping System
Fasten |@
First
—>
, k
Fasten |@
Second
) ; ; . ' To mount insert correctly,
Side with screw location holes. Always mount all inserts with . ' L
screw location holes face up. Egii;{q\i;ﬂlsﬁrt toward the
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Contents Thread Turning Thread Milling

Standard Toolholders (MiTM 24)

MiniPro

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

RTMC - for Standard Threads Spare Parts
Insert Style Ordering Code Dimensions mm No. of Flutes _ ,
mm L L1 D D1 D2 Z |S_2rceav5/i?<g Torx+ Screwdriver
RTMC2013-26M1 82 26 20 107 136 1 KIPS
o RTMC2015-30M1 85 30 20 1.9 15.1 1 SLD4IPS Use the incICLdeed \/arldex
Torx+ i .
RTMC201628M2 83 28 20 26 16 2 (M4x07) | QOPF SCTE e erony
RTMC2016-36M1 91 36 20 126 16 1 max. torque 1.2 NxM
Standard Thread Application by Toolholder
Toolholder Min. Thread Dia.
D2 1SO ISO
(mm)  (coarse) (fine) UNC UN/UNF/UNEF/UNS BSF BSP(G)
M14.5%0.5; M15x0.75; M15x1; ) 6-12UN; %-14UNS; %-16UN; %-18UNF; Wie-14; %-19;
ACA RS 136 MIBX2 1150 25, MI6x1 5 MI6x1.75 %-20UN; %-24UNEF; %-28UN; %-32UN %-12 14-14
M16x0.5; M17x0.75; M17x1: D AN T I
RTMC2015-30M1 151 M18x2.5  MI17x1.25; M17x1.5; %-10 '/';]-igUNéFﬁ%;éuﬁ]SL{giUﬁ 20UN; %12 1h-14
M18x1.75; M18x2 ' e e
M17x0.5; M17x0.75; M18x1; |
' : ' %4-12UN; %-14UNS; %-16UN: %-18UNS;
K . . 3/ ' ' ' ' 3/ 1
RTMC2016-28M2 16 M20x2.5 M18x1.25; M18x1.5; A0 OUNEF: Vie28UNEF: Vis28UN: e2UN 12 414
M18x1.75; M19x2
M17x0.5; M17x0.75; M18x1: D N _
RTMC2016-36M1 16 M20x2.5 M18x1.25; M18x1.5; g 12UN ZeTAUNS; Z-T6UN; Z2-18UNS; %12 1h-14

M18x1.75; M19x2

7-20UNEF; "/16-24UNEF; "/6-28UN; '/16-32UN

Side with identification
marks.

Sc

Always mount all inserts
with identification marks
face up.

Sc

Side without identification
marks.
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To mount insert correctly,
push the insert toward the
pocket walls.




Contents Thread Turning Thread Milling MiniPro

Conical Toolholders (MiTM 24)

Coolant-Thru is recommended, especially wh

D2>0.7 x nominal thread diameter

RTMC - for Conical Threads Spare Parts
Insert Style Ordering Code Dimensions mm No. of Flutes ,
mm L L1 D D1 D2 z ggfeavtvi?(g Torx+ Screwdriver
KIP8
SLD4IP8 Use the included Vardex
24 RTMNC2014-26M1 81 26 20 11.5 139 1 (M4x0.7) Torx+ screwdriver only.
’ Recommended
max. torque 1.2 NxM
Conical Thread Application by Toolholder
Toolholder Thread Dia.
2 NPT NPTF BSPT
(mm)
RTMNC2014-26M1 139 ¥%-18 %-18 %-19

On Conical inserts, the
identification mark must
face up.

Side without identification
marks.

To mount insert correctly,
push the insert toward the
pocket walls.
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MiniPro

Contents Thread Turning Thread Milling

Standard Toolholders (MiTM 25)

‘«9—»
®
},.

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

RTMC - for Standard Threads Spare Parts
Insert Style Ordering Code Dimensions mm No. of Flutes ’
mm L L1 D D1 D2 Z égrceavtvi?(g Torx+ Screwdriver
RTMC2517-2652 85 2% 14 17 2
RTMC2517-3652 95 36 14 17 2
RTMC2519-3252 ) EY) 15 19 2
RTMC2519-4452 104 44 15 19 2
RTMC2520-3753 9 37 16.5 205 3 S KIP8
25 25 ,\|7|34IP78 Use the included Vardex
RTMC2520-4453 103 44 165 205 3 e e
RTM(C2522-4353 102 43 18 22 3 Recommended
max. torque 1.2 NxM
RTMC2522-5553 14 55 18 2 3
RTMC2530-5555 115 55 26 30 5
BRTMC2530-8054 140 80 26 30 4
Standard Thread Application by Toolholder
Toolholder Min.Thread Dia.
(n?rzn ) (cc';ge) (f'isn% UNC UN/UNF/UNEF/UNS BSF BSP(G)
RTMC2517-2652 7 Mooas  MIOKEMIOXIS; ~ 7-10UNS; %-12UN; 7%-14UNF; WAL,y
RTMC2517-3652 2 M20x2 %-16UNF; %-18UNS; %-20UNEF 7-14; 7%-16 :
RTMC2519-3252 9 M2225  M21X;M21X15; 7%-9;  7-20UNEF; %-18UNS; 7-16UN; U6 AN
RTMC2519-445 M24x3 M22x2 1-8" 7-14UNF; %-12UN; 7-10UNS 12 Y11 7
RTMC2520-3753 M22x1; M23x1.5; 1545-9UN; 1-TOUNS; '%e-12UN; 1-11; 1-12;
RINCzs20dass | 200 MRS Mo3oM235Kas 18 {94UNS; %e-16UN; %-18UNS; %-20UNEF  1-14:1-16 7714
RTMC2522-4353 . e M24x1; M24x1.5; ~ 1%e-8UN; 1-9UN; 1-TOUNS; 1-12UNF; 1-11; 1-12; Y414
RTMC2522-5553 M25X2; M25x2.5 1-14UNS; 1*16UN; 1-18UN; /6-20UNEF 1-14, 1-16 4
RTMC2530-5555 M32x1; M32x1.5; 1%-8UN; 1%-9UN; 1%-10UN; 1%6-12UN; 13%-11:1%-12;

BRTMC2530-8054

M33x2; M33x2.5; M34x3

1%-14UNS; 1%6-16UN; 1%6-18UNEF; 1%6-20UN 1%-14; 1%-16

4

///

Side with identification marks

4

Side without identification
marks.

S

e

Always mount all inserts with
identification marks on the
same side.
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To mount insert
correctly, push the insert
toward the pocket walls.
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MiniPro

Conical Toolholders (MiTM 25)

D1

D2 | e

_ _ <D
147 %%

] ————>

T L
|

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

RTMNC - for Conical Threads Spare Parts
Insert Style Ordering Code Dimensions mm No. of Flutes _ ,
mm L L1 D D1 D2 Z |§Srceavt\/i?<g Torx+ Screwdriver
RTMNC2517-2652 85 26 25 14 172 2 KIP8
25 RTMNC2522-4353 102 43 25 8 222 3 sLDaIrs Jse the included \é?ﬁ;j‘ex
(i Recommended
RTMNC2528-4354 103 43 25 25 284 4 max. torque 1.2 NxM
Conical Thread Application by Toolholder
Toolholder Thread Dia.
D2(mm) NPT NPTF BSPT
Vo1 %-14; 14115, 14115 Vo -14; %14 1-11.5; 14-11.5; s
RTMNC2517-2652 172 a5 215 e 2115 1o -14: %-14
%14 1-11.5, 1/4-11.5; %-14; 1-11.5; 14-11.5; Yol 110 14-11; 1-11; 2-11;
RTMNC2522-4353 222 151152115 1%-115,2715 2511, 3-17; 411 5-11; 6-11
1-11.5; 1%4-11.5; 1-11.5; 1%4-11.5; 1-11; 14-11; 1%-11; 2-11;
RTMNC2528-4354 284 1%4-115; 2115 1%4-115; 2115 25-11: 31T 411; 511; 611

On Conical inserts, the
identification mark must
face up.

Side without identification
marks.

To mount insert correctly,
push the insert toward
the pocket walls.

Tnvargus| s |
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Shell Mill (MiTM 25)

D1=Da

Combi Shell Mill Adaptor is preferable

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

Conical and Standard Shell Mills

Adaptor not included

Spare Parts

Igts,ﬁret Ordering Code Dimensions mm Pllg'tgsf . }
mm D1 D2 d(H7) H YA Location Screw x2 | Torx+ Screwdriver Holder Screw
RTMC-D36-16-2555 32 36 16 335 5 KIP8 M8x1.25x35
Use the included
Standard RTMC-D44-22-2556 40 44 2 380 6 SLD4IP8 VardexiTones M10x1.50x35
RTMC-D52-27-2558 48 52 27 400 8 (M4x0.7) screwdriver only. M12x1.75x30
Recommended —_—
Conical RTMNC-D36-16-25S5 32 359*% 16 335 5 max. torque 1.2 NxM M8x1.25x35
*  Forinserts 8NPT and 8NPTF use for CNC program 36.4mm.
Standard Thread Applications by Toolholder
Toolholder Min. Thread Dia.
D2(mm) SO (fine) UN/UNF/UNEF/UNS BSW  BSP(G)
M38x1; M39x1.5; 1%6-12UN;: 1%-14UNS; 1%e-16UN; 1%-16 _
RTMC-D36-16-2555 36 M39x2: M40x3 15-18UNEF; 1/4-20UN %12 VAT
M48x1; M48x1.5; 17%-12UN; 1%6-16UN; 1%6-20UN; 216 i
Standard SSRIMESDA222556 A A2 M43 11%6-8UN; 17-10UNS; 17-14UNS 212 1A
M55x1: M55x1.5; 2V4-8UN: 2V4-10UN; 2/4-12UN: 21416 ]
RTMC-D52-27-2558 52 Ms5x2: M56x3 2/ 14UN; 2/6-16UN; 2/4-18UN; 2/420UN 2412 21
Conical Thread Applications by Toolholder
Toolholder Thread Dia.
on NPT NPTF BSPT
(mm)
Conical RTMNC-D36-16-2555 359 1115 17115, 2-11.5 WAN1.5 /2115, 2-11.5 15-6x11

2Y-8 (and up)

2/>-8;3-8

*  Forinserts 8NPT and 8NPTF use for CNC program 36.4mm.

Side without
identification marks.

Side with identification
marks.

Always mount all inserts
on the same side!

To mount insert correctly,
push the insert toward
the pocket walls.
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Standard Toolholders (MiTM 40)

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

RTMC - for Standard Threads Spare Parts
Insert g ; g No. of
Style Ordering Code Dimensions mm Suiies ? ,
mm L L1 D D1 D2 z Location Screw | Clamping Screw x2 | Torx+ Screwdriver
RTMC2522-43L3 102 43 25 18 22 3 KIP8
Use the included
0 RTMC2522-65L3 24 65 25 18 2 3 SLD4IPSA SCDAPS  argex Torcs
RTMC3230-55L4 n7 55 226 30 4 (M4x0.7) (M4x0.7) screwdriver only.
Recommended
BRTM(C3230-80L3 142 80 32 26 30 3 max. torque 1.2 NxM
Standard Thread Application by Toolholder
Toolholder Min. Thread Dia.
D2 ISO I1SO
(mm) (coarse) (fine) UNC UN/UNF/UNEF/UNS BSF BSP(G)
M24x1; M24x1.5 16-8UN; 1-9UN; 1-T0UNS; 1-12UNF; 1-11;1-12;
LRz 22 M2IX3 oo M52 5 - 1-14UNS; 1-16UN: 1-18UN; 1%e-20UNEF 11416 A4
M24x1; M24x1.5 1"6-8UN; 1-9UN; 1-10UNS; 1-12UNF 1-11;1-12;
RIMC2522-65L3 22 MBS 50 M52 5 " 1-14UNS; 1-16UN; 1-18UN; 1%s-20UNEF 114116, A
M32x1; M32x1.5 1%-8UN; 1%-9UN; 1%-10UN; 1%6-12UN; 1%-11; 136-12;
A0 30 T V33 M35 M343 | 1%-14UNS; 1%6-16UN; 1%6-18UNEF; 1%4¢20UN  1%-14:1%-16 11
M32x1; M32x1.5 1%-8UN; 1%6-9UN; 1%-10UN; 1%6-12UN; 1%-11; 13%6-12;
BRTM(C3230-80L3 30 T OM33x2: M3325 M34x3  1%-14UNS; 1%6-16UN; 170-18UNEF; 1420UN 1%-14: 1%-16 !
2 Step Clamping System
Location | @
Screw
|_g A
. Clamping | @
° ° Screw x2
Side with identification Side without Always mount all inserts L
marks. identification marks. on the same side!

Wnvarqus| 27 |
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Shell Mill (MiTM 40)

MiniPro

0 5:53i: a
=
D2 U pgay
o
5@ @

H[d

BV aVa =Y aYa

D1>Da

Combi Shell Mill Adaptor is preferable

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

Adaptor not included

Conical and Standard Shell Mills Spare Parts
l?ti/elg Ordering Code Dimensions mm Ha'tgsf . ;
Location | Clamping Torx+ Holder
I D1 b2 d(H7) H z Screw Screw x2 Screwdriver Screw.
RTMC-D44-22-40L6 40 44 22 48 6 KIP8 M10x1.5x40
Standard UsetheincludedVardex|
40 | RIMC-D5227-408 48 52 27 50 g | SLDAIPBA L SCDAIPS oo e wdriver only| M12x1.75x40
(M4x0.7) (M4x0.7)
Recommended —
Conical RTMNC-D45-22-40L6 40 45 22 48 6 max. torque 1.2 NxM | M10x1.5x40
Standard Thread Application by Toolholder
Toolholder Min. Thread Dia.
(n'?rzn : IS0 (fine) UN/UNF/UNEF/UNS BSW BSP(G)
ddo. M48x1; M48x1.5; 17%-12UN; 1'%6-16UN; 1%6-20UN; 216 "
RUBIES A2 000 44 M48x2; M48x3 1"%6-8UN; 17-10UNS; 176-14UNS 2-12 1
Standard
M55x1; M55x1.5; 24-8UN; 2V4-10UN; 274-12UN; 2Y-16 :
RIMC-D5227-40L8 32 160 Ms6x3 2/i-14UN; 2/-16UN; 2/4-18UN; 2%4-20UN 212 21
Conical Thread Application by Toolholder
Toolholder Min. Thread Dia.
o NPT NPTF BSPT
(mm)
Conical RTMNC-D45-22-40L6 45 2-11.5; 2/»-8 (and up) 2-11.5; 2'»-8; 3-8 2-6x11
2 Step Clamping System
e e
V V Location L
Screw
N k Clamping (2]
-7 . Screw x2
-7 - .
-7 ’ I
Side with Side without Always mount all inserts I

identification marks.

identification marks.

on the same side!
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Contents Thread Turning Thread Milling

Standard Toolholders (MiTM 41)

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

RTMC - for Standard Threads

Spare Parts

| " ) . No. of
Qfﬁg Ordering Code Dimensions mm Flgtgs ) ,
mm L L1 D D1 D2* YA Location Screw x2 | Clamping Screw | Torx+ Screwdriver
RTMC2521-45B1 105 45 25 16.0 21.2 1
RTMC2524-43B2 104 43 25 192 245 2 KiP8
Use the included
4 RTMC3230-43B3 106.5 43 32 24.2 30.0 3 SLD4IPSA SCD4IP8 T —
RTMC3230-65B3 1285 65 2 242 300 3 (M4x0.7) (M4x0.7) screwdriver only.
Recommended
RTMC3236-4385 106 43 32 283 359 5 max. torque 1.2 NxM
RTMC3236-65B4 128 65 32 283 359 4
Standard Thread Application by Toolholder
Toolholder Min. Thread Dia.
D2* ISO ISO
(mm) (coarse) fine) UNC UN/UNF/UNEF/UNS BSW/BSF NPT NPTF
M27X3; M3OX3.5; 1-8 1Ve-7: 1/u-7:
RTMC2521-45B1 212 M33x3.5; M36x4; M30x3; M42x4 s : - 0 1146-8UN; 1746-6UN  1-8BSW; 14-7BSW - =
M30x4 1%4-6; 1'/4-6
RTMC2524-43B2 24.5 M30x3.5; M36x4  M28x3; M45x4 16-7; 1%-6 1%6-8UN; 176-6UN  1%-8BSF; 1/4-7BSW - -
_ ' M34x3; M343.5; ., D 1%-8BSF; 1%-7BSF; _
RTMC3230-43B3 30.0 M36x4; M42x4.5 M45x4 1%-6 1%/6-8UN; 176-6UN 1%-6BSW
_ _ M34x3; M34x3.5; ., Y el 1 1%-8BSF; 1%-7BSF; _
RTMC3230-65B3 30.0 M36x4; M42x4.5 M45x4 1%-6 13/6-8UN; 176-6UN 17-6BSW
: M42x4.5; M48x5; M40x3; M40x3.5; 1%-5; 2-4.5; ol 1N 15/ 1%-8BSF; 1%-7BSF; - -
RTM(C3236-43B5 359 MS6%5.5: M64X6 M42xd: M70x6  2/o-4 1%-8UN; 1%-6UN 174-6BSF 2-8 2Y,-8
M42x4.5; M48x5; M40x3; M40x3.5; ) ) ) 1%-8BSF; 1%4-7BSF;
RTMC3236-65B4 359 M56x5.5; M64x6  M42x: M70x6 1%-5;2-4.5; 2Y5-4 1%-8UN; 1%-6UN 174-6BSF 2'>-8 2'-8
¥ For external applications, inserts R41E... use for CNC program (D2+0.6mm).
2 Step Clamping System
Location |@
Screw x2
—
. L
Clamping (2]
Screw
L

Side with identification
marks.

Side without

identification marks.

Always mount all inserts
on the same sidel!
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Contents Thread Turning Thread Milling MiniPro

Shell Mill (MiTM 41)

D1=Da
Combi Shell Mill Adaptor is preferable

Adaptor not included

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

Standard Shell Mill Spare Parts
lgtsﬁg Ordering Code Dimensions mm Hﬁ'tgsf ? ,
Location | Clamping g Holder
mm D1 D2* d(H7) H z Seiem St Torx+ Screwdriver e
RTMC-D48-22-41B5 40 479 2 50 5 _KIP8 M10x1.5%40
" SLD4IPBA | SCD4Ipg |Use the included vardex
(M4x07) | (M4x07) |TOrck screwdriveronly.
RTMCD58-27-4186 50 579 27 50 6 max. torque 1.2 NxM | M12x1.75x40
Standard Thread Application by Toolholder
Toolholder Min. Thread Dia.
D2* ISO ISO
il Taeriad] (fine) UNC UN/UNF/UNEF/UNS BSF NPT NPTF
-D48-22- M56x5.5; M55x4; e 2%-8UN; -8, .. |
RTMCGD48-22-41B5 479 M64x6 M70%6; 24-4.5; 2V>-4 2-6UN 6 2/5-8 28
. M64x4; - 24-8UN; 25-8; - "
RTMCGD58-27-41B6 579 M68x6 M70%6 2%-4 2/-6UN 26 24-8  21-8
*  For external applications, inserts R41E... use for CNC program (D2+0.6mm).
2 Step Clamping System
s s
V V Location |@
Screw x2
1 |
Clamping (2]
- Screw
-7
- 7
L il | \
Side with identification marks. Side without identification Always mount all inserts on
marks. the same sidel!
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Recommended Grades, Cutting Speeds Vc [lm/min] and Feed f [mm/tooth]

% Hardness Vc [m/min] Feed f [mm/tooth]
’\’éz’rfl:"f' g‘ Material Br|'.|nBe“ VBX | VTX [ExcludingMiTM19)  (for MiTM 19)
1 Low Carbon (C=0.1-0.25%) 125 100-210 | 90-180 01-0.35 0.06-0.2
2 | Unalloyed Steel Medium Carbon (G=0.25-0.55%) 150 100-180 | 90-170 0.1-04 0.06-0.25
3 High Carbon (C=0.55-0.85%) 170 100-170 | 90-160 01-0.35 0.06-0.2
4 Non Hardened 180 80-140 | 90-155 0.1-04 0.06-0.25
5 (Laﬁlvgy’?r!'g"glgﬁths <550 Hardened 275 | 80150 | 80-160 01-0.35 006-0.2
6 Hardened 350 70-140 | 70-150 01-0.3 0.06-0.2
7| High Alloy Steel Annealed 200 60-130 | 70-115 01-0.35 0.06-0.2
8 (a'%yinge'eme”t5>5%) Hardened 325 70-110 | 60-100 0.1-02 0.06-0.]
9 Cast Steel Low Alloy (alloying elements <5%) 200 100-170 | 100-170 0.1-0.3 0.06-0.2
10 High Alloy (alloying elements >5%) 225 70-120 | 70-130 0.1-0.2 0.06-0.1
1| Stainless Steel Non Hardened 200 100-170 | 120-180 01-03 0.06-0.2
12| Fenritic Hardened 330 100-170 | 120-180 01-0.2 0.06-0.1
13| Stainless Steel Austenitic 180 70-140 | 100-140 01-03 0.06-0.2
M 14| Austenitic Super Austenitic 200 | 70-140 | 100-140 0.1-02 0.06-0.1
Stainless 15| stainless Steel Non Hardened 200 70-140 | 100-140 01-03 0.06-0.2
steel g Cast Ferritic Hardened 330 70-140 | 100-140 01-02 0.06-0.1
17| Stainless Steel Austenitic 200 70-120 | 100-120 01-03 0.06-0.2
18| Cast Austenitic Hardened 330 70-120 | 100-120 0.1-0.2 0.06-0.1
Malleable Ferritic (short chips) 130 60-130 | 100-120 0.05-0.16 0.03-0.1
Castlron Pearlitic (long chips) 230 60-120 | 80-100 0.04-0.1 0.02-0.06
Low Tensile Strength 180 60-130 | 80-100 0.1-0.3 0.06-0.2
Grey Cast Iron - -
High Tensile Strength 260 60-100 | 80-100 0.1-0.2 0.06-0.1
Ferritic 160 60-125 | 80-100 01-03 0.06-0.2
Nodular Sg Iron
Pearlitic 260 50-90 | 60-90 01-0.2 0.06-0.1
Aluminium Alloys Non Aging 60 100250 | - 0.15-0.55 0.09-03
Wrought Aged 100 100-180 - 0.15-0.5 0.09-0.3
P Cast 75 150-400| - 015-0.5 0.09-03
Cast & Aged 90 150280 | - 01-04 0.06-0.25
Aluminium Alloys Cast Si 13-22% 130 80-150 | - 0.15-0.5 0.09-0.3
Copper and Brass 90 120-210 | 100-200 015-0.5 0.09-03
Copper Alloys Bronze And Non Leaded Copper 100 120-210 | 100-200 01-04 0.06-0.25
Annealed (iron based) 200 20-45 | 20-40 0.1-0.2 0.06-0.1
S E High Temperature Aged (iron based) 280 20-30 | 20-30 0.04-0.1 0.02-0.06
21 Alloys Annealed (nickel or cobalt based) 250 1520 | 1520 0.04-0.1 0.02-0.06
Re:i?;nt E Aged (nickel or cobalt based) 350 10-15 | 10-15 0.04-0.1 0.02-0.06
Material |23 Pure 995 Ti 400Rm | 70-140 | 70-120 0.04-0.1 0.02-0.06
— Titanium Alloys
24 a+B Alloys 1050Rm | 20-50 | 20-50 0.04-0.1 0.02-0.06
H 25 45-50HRc | 15-45 | 15-45 0.06-0.12 0.04-0.07
Hardened || Extra Hard Steel Hardened & Tempered
Material |26 51-55HRc | 15-40 | 15-40 0.04-0.08 0.02-0.05
Grades
Grade Application Sample
VBX TiCN coated carbide grade.
Excellent grade for steels and general use.
VIX | ool orStiniess steds.

Tnvargus| ast |
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MiniPro

Contents Thread Turning

Thread Milling

Vardex Ordering Code System
B Thread Milling Inserts

3 B I 1.5 ISO TM2 F VBX 028/...
1 2 3 4 5 6 7 8 9
1- Insert Size 2 - Cutting Edge Length 3 -Type of Insert 4 - Pitch
6.0-6.0 mm B- TMB E - External 0.35-6.0
2-% |- Internal
3-3/4" El- External + Internal
3B-3/s'B
4-"
5-5/8"
6B -%'B
5 - Standard 6 - System 8 - Carbide Grade
ISO- 1SO Metric BSPT- British Standard Pipe Thread | | TM2 VBX
UN- American UN PG- Pg DIN 40430 ™ VTX
UNJ- UNJ ACME- ACME VK2
W- Whitworth for BSW, BSP TR-Trapez DIN 103
NPT - NPT 7 - Pitch Type 9 - Coarse Pitch Inserts
NPTF- NPTF F = Fine Pitch 028/..
NPS- NPS
B Thread Milling Toolholders
B ™ N C 20 - 3 B LH -
1 2 3 4 5 6 7 8 9 10

1 - Shank Type 2 - System 3 - Holder Type 4 - Cooling

B - Anti Vibration System TM - Thread Milling 2 - Twin Flute V - Vertical Holder C - Coolant Channel
M - Mini S - Single Point
L- LongTool O - Offset
N - Tapered Holder W - Wide Cut. Dia.
5 - Shank Dia. 6 - Insert Size 7 - Cut. Edge Length 9-RH/LH Holder
10,12, 16, 20, 25, 32, 40 6.0 -6.0mm B- TMB None - Right Hand
2-1/4" LH - Left Hand
3-3/8"
3B-3/8"B 8 - Serial No. 10 - Serial No.
4-1/2 (for TMO Holders) (for Coarse Pitch Holders)
5-5/8" 1-16 124/...
6B -3/4"B

B Thread Milling Shell Mill

| 254 | VARDEX

TMSH = D63 = 22 = 3 B
1 2 3 4 5
1 - System 2 - Cutting Dia. 3 - Drive Hole Dia. 4 - Insert Size
Thread Mill Shell Mill 38,50, 63,80, 100, 125 16,22, 27,32,40 2-1/4"
3-3/8"
-Cut.E L h
5 - Cut. Edge Lengt 3B-3/8'B
B-TMB 5-5/8"
6B - 3/4"B
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Thread Milling Standard System

—— TMMC
Miniature
Applications

No. of Flutes (Z) 1
Cutting Dia. (D2) 9.0

. Tool Overhang (L1) 12.0-17.0

— TM2C
Fast Infeed

No. of Flutes (2) 2
Cutting Dia. (D2)  17.0-52.0
Tool Overhang (L1) 20.0-65.0

— TMLC
For Long Threads

No. of Flutes (Z)
Cutting Dia. (D2)
Tool Overhang (L1) 17.0-93.0

‘ VARGUS
ceENius

Tool Selector and CNC
Program Generator

TMC T™™MC 124/... —
Standard Coarse Pitch
Thread

Applications

No.of Flutes (Z) 1
Cutting Dia. (D2)  9.0-46.0

No.of Flutes (2) 1
Cutting Dia. (D2)  9.0-22.0
Tool Overhang (L1) 150-400 |

Tool Overhang (L1) 12.0-63.0

TMNC —

For Conical
Applications

No.of Flutes (2) 1
Cutting Dia. (D2)  15.5-37.0
Tool Overhang (L1) 22.0-58.0

TMSH —

TMOC
For Fewer
Cycles

No. of Flutes (2) 1
Cutting Dia. (D2)  14.5-30.0

Fast Machining in Large
Diameters and Deep Holes

No. of Flutes (Z)  6-9
Cutting Dia. (D2)  38.0-125.0
Tool Overhang (L1) Max. 200

Tool Overhang (L1) 25.0-52.0

TMVC —

— TMSC
For Short Threads
Economical
Solutions

No. of Flutes (Z) 1
Cutting Dia. (D2) 125

For Large Pitches

No.of Flutes (2) 1
Cutting Dia. (D2)  46.0
Tool Overhang (L1) 60.0 |

Tool Overhang (L1) 25.0

Yvvarqus| 2ss |
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Contents Thread Turning Thread Milling MiniPro

ISO Metric

External / Internal

Internal
60°

1/8P  External

Defined by: R262 (DIN 13) Standard TM
Tolerance class: 6g/6H

Standard TM

Insert Size Pitch Ordering Code Le Teeth
IC Lmm mm External Internal mm Toolholder
0.5 6.010.51SOTM... 10.0 20
0.75 6.010.75ISOTM... 9.75 13
6.0mm 104 1.0 6.011.01SOTM... 9.0 9 TMMC.-6.0
1.25 6.011.25I1SOTM... 8.75 7
1.5 6.011.51SOTM... 9.0 6
0.5 210.5ISOTM?2... 10.0 20
0.75 2E0.75ISOTM2... 210.75ISOTM2... 10.5 14
1.0 2E1.0ISOTM2... 211.0I1SOTM2... 10.0 10
1/4" N 1.25 2E1.25I1SOTM2... 10.0 8 TMC.2
TMSH..-2
1.25 211.25I1SOTM2... 8.75 7
1.5 2E1.5ISOTM2... 9.0 6
1.5 211.5ISOTM2... 10.5 7
0.5 310.5ISOTM2... 15.0 30
0.75 3E0.75ISOTM2... 310.75ISOTM2... 15.0 20
0.8 310.8I1SOTM2... 144 18
1.0 3E1.0ISOTM2... 14.0 14
3/8" 16 1.0 311.01SOTM2... 15.0 15 TMC.3
TMSH..-3
1.25 3E1.25ISOTM2... 311.251SOTM2... 15.0 12
1.5 3E1.51SOTM2... 311.5ISOTM2... 15.0 10
1.75 3E1.751SOTM2... 311.75ISOTM2... 14.0 8
20 3E2.0ISOTM2... 312.01S0TM2... 14.0 7
1.0 3BE1.0ISOTM2... 3BI1.0ISOTM2... 220 22
1.25 3BE1.25ISOTM2... 3BI1.25I1SOTM2... 21.25 17
3/8"B 22 1.5 3BE1.5ISOTM2... 3BI1.5ISOTM2... 21.0 14 BTMC.38
TMSH.-38
1.75 3BE1.75ISOTM2... 3BI1.75I1SOTM2... 21.0 12
2.0 3BE2.0ISOTM2... 3BI2.0ISOTM2... 22.0 11
1.0 5E1.0ISOTM2... 511.0I1SOTM2... 26.0 26
1.25 5E1.25I1SOTM2... 511.25I1SOTM2... 250 20
1.5 S5E1.5ISOTM2... 511.5ISOTM2... 255 17
1.75 5E1.75ISOTM2... 511.75ISOTM2... 24.5 14
5/g" . 2.0 5E2.01SOTM2... 512.01SOTM2... 24.0 12 TMC.-5
2.5 5E2.5ISOTM2... 512.5ISOTM2... 250 10 TMSH..-5
30 5E3.01SOTM2... 513.01SOTM2... 24.0 8
35 5E3.5ISOTM2... 513.5ISOTM2... 24.5 7
4.0 5E4.01SOTM2... 514.01SOTM2... 24.0 6
4.5 5E4.5ISOTM2... 514.51SOTM2... 22.5 5

I All inserts have 2 cutting edges, except MiniTM (IC 6.0 mm) which has one cutting edge.
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ISO Metric (con't)

External / Internal

Internal
60°

1/8P  External

Defined by: R262 (DIN 13)
Tolerance class: 6g/6H Standard TM

Standard TM

Insert Size Pitch Ordering Code Le Teeth
IC L mm mm External Internal mm Toolholder
1.5 6BE1.5ISOTM?2... 6BI1.5ISOTM?2... 36.0 24
2.0 6BE2.0ISOTM2... 6BI2.0ISOTM2... 36.0 18
25 6BE2.5ISOTM?2... 6BI2.5ISOTM?2... 35.0 14
3.0 6BE3.0ISOTM2... 6BI3.0ISOTM2... 36.0 12
3/4'B 385 40 6BE4.01SOTM2 6B14.01SOTM?2 320 8 IMC.-68 2
: : : : : TMSH.-68 S
4.5 6BE4.5ISOTM2... 6B14.5ISOTM?2... 315 7 o]
w
50 6BE5.0ISOTM2... 6BI5.0ISOTM?2... 30.0 6 E
55 6BE5.5ISOTM?2... 6BI5.5ISOTM?2... 33.0 6
6.0 6BE6.0ISOTM2... 6BI6.0ISOTM2... 30.0 5

vvvarqus| 2s7 |
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Contents Thread Turning

ISO Metric (con't)

Thread Milling MiniPro

Internal

1/8P

Internal

60°

External

Defined by: R262 (DIN 13)
Tolerance class:

69/6H

Coarse Pitch TM

Coarse Pitch TM

Thread Insert Size Ordering Code Cutting Edge Le Teeth Bore Dia. Range
IC L mm Internal mm Toolholder mm
M10 X 0.75 6.010.75ISOTM...028/001 1 9.75 13 TMMC12-6.0 9.1-10
M10 X 0.75 6.010.75ISOTM...028/001 1 9.75 13 TMMC20-6.0 9.1-10
M12 X 1.25 6.0 mm 104 6.011.25I1SOTM...028/002 1 8.75 7 TMMC12-6.0 10.6-114
M12 X 1.25 6.011.25I1SOTM...028/002 1 8.75 7 TMMC20-6.0 10.6-11.4
M12 X 1.75 6.011.75ISOTM...028/003 1 8.75 5 TMMC20-6.0-124/003 10.1-19
M14 X 2.0 212.0ISOTM...028/004 2 10.0 5 TMC12-2 11.8-19.5
M14X 2.0 , 212.0I1SOTM...028/004 2 10.0 5 TMC20-2 11.8-19.5
M16 X 2.0 " B 212.01SOTM...028/004 2 10.0 5 TMC12-2 11.8-19.5
M16 X 2.0 212.01ISOTM...028/004 2 10.0 5 TMC20-2 11.8-19.5
M20 X 2.5 3/8" 16 312.5ISOTM...028/005 1 12.5 5 TMC16-3-124/001 17.2-19.2
M22 X 2.5 412.5I1SOTM...028/006 1 17.5 7 TM(C25-4-124/002 19.2-31.6
M24 X 3.0 172" 22 413.0I1SOTM...028/007 1 18.0 6 TM(C25-4-124/002 20.7-32.7
M27 X 3.0 413.01SOTM...028/007 1 18.0 6 TMC25-4-124/002 20.7-32.7
M30X 3.5 513.5ISOTM...028/008 2 24.5 7 TMC25-5-124/004 26.2-359
M33X3.5 513.5ISOTM...028/008 2 24.5 7 TMC25-5-124/004 26.2-359
M36 X 3.0 513.0ISOTM...028/009 2 24.0 8 TMC25-5 32.7-39
M36 X 4.0 514.01SOTM...028/010 2 24.0 6 TMC25-5 31.6-38.5
M39X 3.0 . 513.01SOTM...028/009 2 24.0 8 TMC25-5 32.7-39
M39 X 4.0 o8 o 514.01ISOTM...028/010 2 24.0 6 TMC25-5 31.6-38.5
M42 X 4.5 514.5ISOTM...028/011 2 22.5 5 TMC25-5 37.1-48
M45 X 4.5 514.5ISOTM...028/011 2 22.5 5 TMC25-5 37.1-48
M48 X 5.0 515.01SOTM...028/075 2 20.0 4 TMC25-5 38.9-c0
M52 X 5.0 515.0ISOTM...028/075 2 20.0 4 TMC25-5 38.9-c0

I For Toolholder information, see page 284.
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ISO Metric (con't)

Contents Thread Turning

Thread Milling MiniPro

External / Internal

Internal
60°

1/8P  External

Defined by: R262 (DIN 13) Standard TM
Tolerance class: 6g/6H
Standard TM Inserts for TMO Toolholders
Insert Size Pitch Ordering Code ECL
IC L mm mm External Internal Toolholder mm
0.5 210.5ISOTM2... TMOC20-2-8 19.0
0.75 2E0.75I1SOTM2... 210.75I1SOTM2... TMOC20-2-9 19.5
1.0 2E1.0ISOTM2... 211.0ISOTM2... TMOC20-2-8 19.0
1/4" " 1.25 2E1.25I1SOTM2... TMOC20-2-10 18.7
1.25 211.25ISOTM2... TMOC20-2-10 16.2
1.5 2E1.5ISOTM2... TMOC20-2-8 18.0
1.5 211.51SOTM2.. TMOC20-2-8 19.5
0.5 310.5ISOTM2.... TMOC20-3-1 28.5
0.5 310.5ISOTM2.... TMOC20-3-10 29.0
0.75 3E0.75ISOTM2... 310.75ISOTM2... TMOC20-3-11 28.5
1.0 3E1.0ISOTM2... TMOC20-3-10 28.0
3/8" 16 1.0 311.01SOTM2... TMOC20-3-10 29.0
1.25 3E1.25ISOTM2... 311.25I1SOTM2... TMOC20-3-7 28.7
1.5 3E1.5ISOTM2... 311.5ISOTM2... TMOC20-3-1 28.5
1.75 3E1.75ISOTM2... 311.751SOTM2... TMOC20-3-12 26.2
2.0 3E2.0ISOTM2... 312.01SOTM2... TMOC20-3-10 28.0
1.0 5E1.0ISOTM2... 511.01SOTM2... TMOC25-5-12 46.0
1.0 5E1.0ISOTM2... 511.01SOTM2... TMOC25-5-16 470
1.25 5E1.25I1SOTM2... 511.25ISOTM2... TMOC25-5-13 48.7
1.5 5E1.5ISOTM2... 511.51SOTM2... TMOC25-5-14 48.0
1.5 5E1.5ISOTM2... 511.51SOTM2... TMOC25-5-16 46.5
1.75 5E1.75ISOTM2... 511.75I1SOTM2... TMOC25-5-15 47.2
., 2.0 5E2.01SOTM2... 512.01SOTM2... TMOC25-5-12 440
o8 o 2.5 5E2.5ISOTM2... 512.5ISOTM2... TMOC25-5-12 45.0
2.5 5E2.5ISOTM2... 512.51SOTM2... TMOC25-5-14 475
30 5E3.01SOTM2... 513.01SOTM2... TMOC25-5-16 45.0
35 5E3.5ISOTM2... 513.5ISOTM2... TMOC25-5-16 45.5
4.0 5E4.01SOTM2... 514.01SOTM2... TMOC25-5-12 440
4.5 5E4.5ISOTM2... 514.5ISOTM2... TMOC25-5-14 45.0
5.0 515.0I1SOTM...028/075 TMOC25-5-12 40.0

For Le and number of teeth of the above inserts, see the table for standard inserts on pages 256-257.

For Toolholder information, see page 289.

ECL-The Effective Cutting Length
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Contents Thread Turning

ISO Metric (con't)

Thread Milling MiniPro

Internal
60°

1/8P  External

Defined by: R262 (DIN 13)
Tolerance class: 6g/6H

External / Internal

Fine Pitch TM

Fine Pitch TM

Insert Size Pitch Ordering Code Le Teeth
IC Lmm mm External Internal mm Toolholder

0.35 6.0E0.35ISOTMF... 6.010.35ISOTMF... 945 14

04 6.0E0.4ISOTMF.. 6.010.4ISOTMF... 9.2 12

045 6.0E0.45ISOTMF... 6.010.45ISOTMF... 945 il

0.5 6.0E0.5ISOTMF... 9.5 10

6.0mm 104 0.6 6.0E0.6ISOTMF... 9.0 8 TMMC.-6.0

0.7 6.0E0.7ISOTMF... 9.1 7

0.75 6.0E0.75ISOTMF... 8.25 6

0.8 6.0E0.8ISOTMF... 8.8 6

09 6.0E0.9ISOTMF.. 8.1 5

0.35 2E0.35ISOTM2F... 210.35ISOTM2F... 10.15 15

04 2E0.4ISOTM2F... 210.4ISOTM2F... 10.0 13

045 2E0.45ISOTM2F... 210.45I1SOTM2F.. 945 M

e T 0.5 2E0.5ISOTM2F... 9.5 10 T™MC.-2

0.6 2E0.61SOTM2F... 10.2 9 TMSH..-2
0.7 2EQ0.7ISOTM2F... 91 7

0.8 2E0.8ISOTM2F... 8.8

09 2E0.9ISOTM2F... 99 6

0.35 3E0.35ISOTM2F... 310.35ISOTM2F... 14.35 21

04 3E0.4ISOTM2E... 310.4ISOTM2F... 14.8 19

0.45 3E0.45ISOTM2F... 310.45ISOTM2F... 14.85 17

. " 0.5 3E0.5ISOTM2F... 135 14 TMC.-3

0.6 3E0.6ISOTM2F... 13.8 12 TMSH..-3
0.7 3E0.7ISOTM2F... 14.7 "

0.8 3E0.8ISOTM2F... 13.6 9

09 3E0.9ISOTM2F... 135 8

NOTE: Two orbits are required to complete the thread. Fine Pitch TM Inserts produce partial profile thread.

Sample order: 6.0E0.35ISOTMF VBX

Allinserts have 2 cutting edges, except MiniTM (IC 6.0 mm), which has one cutting edge.
For toolholder information, see page 280.

Fine Pitch Threads

Fine pitch threads are threads with small pitches. It is difficult to produce multitooth inserts for small pitches because
of the small radius between the teeth. Vargus developed inserts where every second tooth was dropped to enlarge the

radius between the teeth.

Important!

- All the fine pitch inserts are partial profile type (as a result of the enlarged radius).
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Contents Thread Turning

American UN

Thread Milling MiniPro

External / Internal

1/4P Internal

1/8P External

Defined by: ANSI B1.1.74
Tolerance class: Class 2A/2B

Standard TM

Standard TM

Insert Size Pitch Ordering Code Le Teeth
IC L mm tpi External Internal mm Toolholder
32 6.0132UNTM.. 953 12
28 6.0128UNTM... 9.07 10
o o 24 6.0124UNTM... 953 9 60

20 6.0120UNTM... 8.89 7
18 6.0118UNTM... 847 6
16 6.0116UNTM... 794 5
48 2148UNTM?... 10.05 19
40 2140UNTM2... 1016 16
3 2132UNTM2... 1032 13
28 2E28UNTM2... 2128UNTM2... 998 1

» | 27 2E27UNTMS.. 2127UNTM2... 1035 11 He2
24 2E24UNTM.. 2124UNTM2... 953 9
20 2E20UNTM2... 2120UNTM2... 1016 8
18 2E18UNTM?... 2118UNTM?... 0.88 7
16 JET6UNTM?... 2M16UNTM2... 953 6
14 JET4UNTM?... 2114UNTM2... 907 5
40 3140UNTM?2... 1461 23
32 3132UNTM2... 15.08 19
28 3E28UNTM2... 318UNTM2... 14.51 16
27 3E27UNTM2.. 3127UNTM2... 1411 15
26 3E26UNTM2... 3126UNTM2... 14.65 15
% 3E24UNTM2.. 3124UNTM2... 1482 14

3/8" 16 20 3E20UNTM2.. 3120UNTM2... 1397 1 a3,
18 3E18UNTM?... 3118UNTM?... 1411 10
16 3E16UNTM?... 3M6UNTM2.. 14.29 9
14 3E14UNTM2... 3114UNTM2... 1451 8
13 3E13UNTM2... 3113UNTM2... 13.68 6
12 3E12UNTM2... 312UNTM2... 14.82 7
115 3E11.5UNTM2... 311.5UNTM2... 13.25 6
2% 3BE24UNTML.. 3BI4UNTM?... 2116 20
20 3BE20UNTML.. 3BI20UNTM2... 2159 17
18 3BEI8UNTM2... 3BI1BUNTML... 2117 15

3/8'B 22 16 3BEI6UNTM2... 3BI6UNTM2... 20,64 13 e
14 3BET4UNTM2... 3BI4UNTM?... 2177 12
13 3BE13UNTM2... 3BI13UNTM2... 2149 11
12 3BET2UNTM.. 3BI2UNTM2... 2117 10

Allinserts have 2 cutting edges, except Mini TM (IC 6.0 mm), which has one cutting edge.

For toolholder information, see page 280.

NEUMO Ehrenberg Group
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Contents Thread Turning Thread Milling MiniPro

American UN (con't

External / Internal

1/4P Internal

1/8P  External

Defined by: ANSI B1.1.74

Tolerance class: Class 2A/2B Standard TM
Standard TM
Insert Size Pitch Ordering Code Le Teeth
IC L mm tpi External Internal mm Toolholder

24 S5E24UNTM2... 5124UNTM2... 2540 24

20 S5E20UNTM2... S5120UNTM2... 2540 20

18 SE18UNTM2... SIM8UNTM2... 2540 18

16 SET6UNTM?2... S5N6UNTM2... 2540 16

14 SET14UNTM2... S5114UNTM2... 2540 14

13 SE13UNTM2... S5I3UNTM2... 2540 13

12 SE12UNTM2... S5112UNTM2... 2540 12

11.5 SETT.5UNTM2... S5M1.5UNTM2... 24.30 il

5/8" 27 1 SETMTUNTM2... SIMUNTM2... 2540 1 im;ﬁs

10 SET0UNTM2... 22.86 9

10 S5IMOUNTM2... 2540 10

9 SEQUNTM2... SIOUNTM2... 22.58 8

8 SESUNTM2... SIBUNTM2... 22.23 7

7 SE7UNTM2... 21.77 6

7 S5I7UNTM2... 2540 7

6 SE6UNTM2... 2117 5

6 S5I6UNTM2... 2540 6

6 6BE6UNTM2... 6BIGUNTM2... 38.87 8

348 e 5 6BESUNTM2... 6BISUNTM?2... 3048 6 TMC.-6B

4.5 6BE4.5UNTM2... 6BI4.5UNTM2... 33.87 6 TMSH.-6B
4 6BEAUNTM2... 6BI4UNTM?2... 31.75 5

All inserts have 2 cutting edges, except MiniTM (IC 6.0 mm), which has one cutting edge.
For toolholder information, see page 280.

| 262 | VARDEX



Contents Thread Turning Thread Milling MiniPro

American UN (on't

Internal

1/4P Internal

1/8P External

Defined by: ANSI B1.1.74 .
Tolerance class: Class 2A/2B Coarse PitchT™M

Coarse Pitch TM

Thread Insert Size Ordering Code Cutting Edge Le Teeth Bore Dia. Range
IC L mm Internal mm Toolholder mm
7/16"-20UNF 6.0120UNTM...028/012 1 8.89 7 TMMC12-6.0 9.7-114
7/16"-20UNF 6.0120UNTM...028/012 1 8.89 7 TMMC20-6.0 9.7-114
7/16-16UN  6.0mm 104 6.0116UNTM...028/014 1 794 5 TMMC12-6.0 9.3-14.1
7/16"-16UN 6.0116UNTM...028/014 1 794 5 TMMC20-6.0 9.3-14.1
7/16"-14UNC 6.0114UNTM...028/013 1 9.07 5 TMMC20-6.0-124/003 9.1-99
1/2"-13UNC 1/4" N 2113UNTM...028/015 1 9.77 5 TMC20-2-124/005 10.5-19.5
1/2"-16UN PP 104 6.0116UNTM...028/014 1 794 5 TMMC12-6.0 9.3-14.1
1/2"16UN 6.01T6UNTM...028/014 1 794 5 TMMC20-6.0 9.3-14.1
9/16"-12UNC 2112UNTM...028/016 1 847 4 TMC20-2-124/005 11.9-15.6
9/16"-18UNF 1/4" n 2118UNTM...028/017 2 9.88 7 TMC12-2 12.7-14.5
9/16"-18UNF 2118UNTM...028/017 2 9.88 7 TMC20-2 12.7-14.5
9/16"-16UN 6.01T6UNTM...028/014 1 794 5 TMMC12-6.0 9.3-14.1
9/16"-16UN 6.0mm 104 6.01T6UNTM...028/014 1 794 5 TMMC20-6.0 9.3-141
5/8"-1TUNC a . 2I1MUNTM...028/018 1 9.24 4 TMC20-2-124/006 13.3-18.5
5/8"-12UN 2112UNTM...028/016 1 847 4 TMC20-2-124/005 11.9-15.6
5/8"-16UN 6.0116UNTM...028/014 1 794 5 TMMC12-6.0 9.3-141
5/8"16UN 6.0mm 104 6.01T6UNTM...028/014 1 794 5 TMMC20-6.0 9.3-141
11/16"-12UN 1/4" " 2112UNTM...028/016 1 847 4 TMC20-2-124/005 11.9-15.6
3/4"-10UNC 3I1T0UNTM...028/019 1 12.70 5 TMC16-3-124/001 16.3-31.6
3/4"-12UN 3/8" 16 3112UNTM...028/020 2 14.82 7 TMNC16-3 16.7-18.3
13/16"-12UN 3112UNTM...028/020 2 14.82 7 T™MC16-3 18.3-19.5
7/8-9UNC 172" 22 419UNTM...028/021 1 16.93 6 TMC25-4-124/002 191-32.5

I For toolholder information, see page 280.
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Contents Thread Turning

American UN (con't

Thread Milling MiniPro

Internal

Internal
60°

1/8P  External

Defined by: ANSI B1.1.74
Tolerance class: Class 2A/2B

Coarse PitchTM

Coarse Pitch TM

Thread Insert Size Ordering Code Cutting Edge Le Teeth Bore Dia. Range
IC L mm Internal mm Toolholder mm

1"-8UNC 4I18UNTM...028/022 1 19.05 6 TMC25-4-124/007 219-28.3
11/16"-8UN 418UNTM...028/022 1 19.05 6 TMC25-4-124/007 21.9-28.3
11/8"-7UNC . 417UNTM...028/023 1 18.14 5 TMC25-4-124/002 24.6-359
11/8"-8UN 2 2 4I18UNTM...028/022 1 19.05 6 TMC25-4-124/007 219-28.3
13/16"-8UN 418UNTM...028/022 1 19.05 6 TMC25-4-124/007 219-28.3
11/4"-7UNC 417UNTM...028/023 1 18.14 5 TMC25-4-124/002 24.6-359
11/4"-8UN 518UNTM...028/024 2 22.23 7 TMC25-5-124/004 28.3-33.0
15/16"-8UN 518UNTM...028/024 2 22.23 7 TMC25-5-124/004 28.3-33.0
1 3/8"-6UNC 5I6UNTM...028/025 2 2540 6 TMC25-5-124/004 30.3-36.7
13/8"-8UN 518UNTM...028/024 2 22.23 7 TMC25-5-124/004 28.3-33.0
17/16"-6UN 516UNTM...028/025 2 2540 6 TMC25-5-124/004 30.3-36.7
17/16"-8UN 518UNTM...028/024 2 22.23 7 TMC25-5 33.0-39.0
11/2"-6UNC 516UNTM...028/025 2 2540 6 TMC25-5-124/004 30.3-36.7
11/2"-8UN 518UNTM...028/024 2 22.23 7 TMC25-5 33.0-39.0
19/16" -6UN 5/g" 57 516UNTM...028/025 2 2540 6 TMC25-5-124/004 30.3-36.7
19/16"-8UN 518UNTM...028/024 2 22.23 7 TMC25-5 33.0-39.0
15/8"-6UN 516UNTM...028/025 2 2540 6 TMC25-5 36.7-45.0
15/8"-8UN 518UNTM...028/024 2 22.23 7 TMC25-5 33.0-39.0
1 11/16"-6UN 5I6UNTM...028/025 2 2540 6 TMC25-5 36.7-45.0
1 3/4"-5UNC 515UNTM...028/077 2 20.32 4 TMC25-5 38.9-c0

13/4"-6UN 516UNTM...028/025 2 2540 6 TMC25-5 36.7-45.0
113/16"-6UN 516UNTM...028/025 2 2540 6 TMC25-5 36.7-45.0
17/8"-6UN 516UNTM...028/025 2 2540 6 TMC25-5 36.7-45.0
115/16"-6UN 516UNTM...028/025 2 2540 6 TMC25-5 36.7-45.0

I For toolholder information, see page 280.

| 264 | VARDEX




Contents Thread Turning Thread Milling MiniPro

American UN (on't

External / Internal

1/4P

Internal
60°

1/8P  External

Defined by: ANSI B1.1.74
Tolerance class: Class 2A/2B Standard TM

Standard TM Inserts for TMO Toolholders

Insert Size Pitch Ordering Code ECL
IC L mm tpi External Internal Toolholder mm
48 2148UNTM2... TMOC20-2-1 19.58
48 2148UNTM2... TMOC20-2-2 18.52
48 2148UNTM2... TMOC20-2-9 19.05
32 2132UNTM2... TMOC20-2-1 19.85
) 28 2E28UNTM2... 2128UNTM2... TMOC20-2-3 17.24
4 E 24 2E24UNTM2... 2124UNTM?2... TMOC20-2-2 1799
20 2E20UNTM2... 2120UNTM2... TMOC20-2-4 19.05
18 2E18UNTM2... 2118UNTM2... TMOC20-2-2 18.34
16 2E16UNTM2... 2116UNTM2... TMOC20-2-1 19.05
14 2E14UNTM2... 21T4UNTM2... TMOC20-2-3 16.33
32 3132UNTM2... TMOC20-3-3 2778
32 3132UNTM2... TMOC20-3-1 28.58
28 3E28UNTM2... 3128UNTM2... TMOC20-3-3 27.21
27 3E27UNTM2... 3127UNTM2... TMOC20-3-4 27.28
24 3E24UNTM2... 3124UNTM2... TMOC20-3-6 27.52
) 20 3E20UNTM2... 3120UNTM2... TMOC20-3-6 26.67
I8 0 18 3E18UNTM2... 3IT8UNTM2... TMOC20-3-6 26.82
16 3ET6UNTM2... 31M6UNTM2... TMOC20-3-6 26.99
14 3ET4UNTM2... 3114UNTM2... TMOC20-3-6 27.21
13 3E13UNTM2... 3IT3UNTM2... TMOC20-3-2 254
12 3ET2UNTM2... 31M2UNTM2... TMOC20-3-6 27.52
11.5 3ETT.5UNTM2... 3I11.5UNTM2... TMOC20-3-5 24.3

ECL-The Effective Cutting Length

For Le and number of teeth of the above inserts, see the table for standard inserts on pages 261-262.
For toolholder intormation, see page 289.
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Contents Thread Turning Thread Milling MiniPro

American UN (con't

External / Internal

1/4P  Internal

1/8P  External

Defined by: ANSI B1.1.74
Tolerance class: Class 2A/2B Standard TM

Standard TM Inserts for TMO Toolholders

Insert Size Pitch Ordering Code ECL
IC L mm tpi External Internal Toolholder mm
24 S5E24UNTM2.. 5124UNTM2.. TMOC25-5-1 50.80
24 SE24UNTM2... S5124UNTM2... TMOC25-5-2 46.57
20 SE20UNTM2... S5120UNTM2... TMOC25-5-1 50.80
18 SE18UNTM2... S5N8UNTM2... TMOC25-5-1 50.80
18 SE18UNTM2... S5IT8UNTM2... TMOC25-5-2 46.57
16 SE16UNTM2... SIT6UNTM2... TMOC25-5-3 47.63
14 SE14UNTM2... S5IT4UNTM2... TMOC25-5-1 50.80
14 SET4UNTM2... S5M4UNTM2... TMOC25-5-4 4717
13 SE13UNTM2... S5IM3UNTM2... TMOC25-5-1 50.80
12 SE12UNTM2... S5IT2UNTM2... TMOC25-5-2 46.57
12 SE12UNTM2... TMOC25-5-1 50.80
5/8" 27 1.5 S5E11.5UNTM2... S5M1.5UNTM2... TMOC25-5-5 46.38
" SETMUNTM2... SITTUNTM2... TMOC25-5-6 48.49
il SIMMUNTM2... TMOC25-5-1 46.18
10 SETOUNTM2... TMOC25-5-7 4318
10 SITOUNTM2... TMOC25-5-7 45.72
9 SEQUNTM2... S5I9UNTM2... TMOC25-5-8 45.16
8 SESUNTM2... S5IBUNTM2... TMOC25-5-9 4445
7 SE7UNTM2... TMOC25-5-10 43.54
7 S5I7UNTM2... TMOC25-5-10 4717
6 SE6UNTM2... TMOC25-5-2 42.33
6 S5I6UNTM2... TMOC25-5-2 46.57
5 5I5UNTM...028/077 TMOC25-5-7 40.64

ECL-The Effective Cutting Length

For Le and number of teeth of the above inserts, see the table for standard inserts on pages 261-262.
For toolholder intormation, see page 289.
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Thread Milling MiniPro

Contents Thread Turning

American UN (on't

External / Internal

1/4P  Internal

60°

1/8P  External

Defined by: ANSI B1.1.74
Tolerance class: Class 2A/2B

Fine Pitch TM

Fine Pitch TM

Insert Size Pitch Ordering Code Le Teeth
IC L mm tpi External Internal mm Toolholder

80 6.0EBOUNTME... 6.0I180UNTMF... 9.84 16
72 6.0E72UNTMF.. 6.0172UNTMF.. 9.53 14
64 6.0E64UNTME... 6.0164UNTMF... 9.13 12
56 6.0E56UNTMEF... 6.0156UNTMF... 9.53 "

6.0mm 104 48 6.0E48UNTMF... 9.00 9 TMMC.-6.0
44 6.0E44UNTMF... 8.66 8
40 6.0E40UNTMEF... 8.26 7
36 6.0E36UNTMF... 9.17 7
32 6.0E32UNTME... 8.73 6
80 2E8O0UNTM2F... 2I180UNTM2F... 9.84 16
72 2E72UNTM2EF.. 2172UNTM2EF... 10.23 15
64 2E64UNTMZF... 2I64UNTM2F... 992 13
56 2E56UNTM2F... 2156UNTM2F... 9.53 "

/4" 1 48 2E48UNTM2F.. 10.05 10 e,
44 2E44UNTM2F... 9.81 9
40 2EA0UNTM2F... 9.53 8
36 2E36UNTM2F... 9.17 7
32 2E32UNTM2F... 8.73 6
80 3E8OUNTM2F... 3I80UNTM2F... 14.29 23
72 3E72UNTM2EF... 3172UNTM2F... 14.46 21
64 3E64UNTM2F... 3164UNTM2F.. 14.68 19
56 3E56UNTM2F... 3I156UNTM2F... 14.06 16

3/8" 16 48 3E48UNTM2F.. 14.29 14 e,
44 3E44UNTM2EF... 1443 13
40 3E40UNTMZF... 14.61 12
36 3E36UNTM2F... 14.82 "
32 3E32UNTM2EF... 1349 9

NOTE: Two orbits are required to complete the thread. Fine Pitch TM Inserts produce partial profile thread.

Sample order: 6.0EBOUNTMF VBX

Allinserts have 2 cutting edges, except MiniTM (IC 6.0 mm), which has one cutting edge.
For toolholder information, see page 280.

Fine Pitch Threads

Fine pitch threads are threads with small pitches. It is difficult to produce multitooth inserts for small pitches

because of the small radius between the teeth. Vargus developed inserts where every second tooth was dropped

to enlarge the radius between the teeth.

Important!

- All the fine pitch inserts are partial profile type (as a result of the enlarged radius).
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UNJ
External / Internal
L
N
A O
Rmax0.18042P e/
Rmin 0.15011P External IC
Defined by: MIL-S-8879C
Tolerance class: 3A/3B Standard TM
Standard TM
Insert Size Pitch Ordering Code Le Teeth
IC L mm tpi External Internal mm Toolholder
24 6.0124UNJTM... 9.53 9
6.0mm 104 20 00120UNJTH. 58 ! TMMC.-6.0
18 6.0118UNJTM... 847 6
16 6.01T6UNJTM... 9.53 6
24 2E24UNJTM2... 2124UNJTM2... 9.53 9
20 2E20UNJTM2... 2120UNJTM2... 10.16 8
174" " 18 21M8UNJTM2... 9.88 7 1&;_(—22
16 2ET6UNJTM2... 21M6UNJTM2... 9.53 6
14 2E14UNJTM2... 21M4UNJTM2... 9.07 5
24 3E24UNJTM2... 3124UNJTM2... 14.82 14
20 3E20UNJTM2... 3120UNJTM2... 13.97 n
18 3E18UNJTM2... 3118UNJTM2... 14.11 10
3/8" 16 16 3E16UNJTM2... 31T6UNJTM2... 14.29 9 1m§H33
14 3ET4UNJTM2... 31M14UNJTM2... 14.51 8
13 3E13UNJTM2... 13.68 7
12 3E12UNJTM2... 3IM2UNJTM2... 14.82 7
16 SE16UNJTM2... S5IM6UNJTMZ... 2540 16
5/8" 27 12 SE12UNJTM2... S5IM2UNJTM2... 2540 12 ¥m§H7575
" SETMUNJTM2... SIMUNJTM2... 2540 N

Allinserts have 2 cutting edges, except MiniTM (IC 6.0 mm), which has one cutting edge.
For toolholder information, see page 280.
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Whitworth for BSW, BSP

External / Internal
L |
———le—]
R0.137P '”teg”;’o' e @ \\\
IC
External
BSW Defined by: B.5.84:1956, DIN 259, 150228/1:1982
BSP Defined by: B.S.2779:1956 Standard TM
Tolerance class: BSW-Medium class A, BSP-Medium class
Standard TM
Insert Size Pitch Ordering Code Le Teeth
IC L mm tpi External + Internal mm Toolholder
28 6.0E128WTM.. 9.07 10
26 6.0E126WTM.. 8.79 9
6.0mm 104 24 6.0EI24WTM... 953 9 TMMC.-6.0
20 6.0EI20WTM... 8.89 7
19 6.0EIT9WTM... 9.36 7
28 2EI28WTM2.. 998 11
26 2E6WTM2... 977 10
L . 24 2EI24WTM2... 953 9 T™MC.2
20 2EOWTM2... 10.16 8 TMSH.-2
19 2EOWTM2... 9.36 7
14 2EN4WTM2... 9.07 5
26 3EI26WTM2.. 14.65 15
24 3EI4WTM2... 14.82 14
20 3EI20WTM2.. 1397 11
19 3EIOWTM2... 14.71 1
3/8" 16 18 3ENSWTM2... 1411 10 e,
16 3ENEWTM2... 14.29 9
14 3EI4WTM2... 14.51 8
12 3EIT2WTM2... 14.82 7
11 3EITWTM2... 13.85 6
24 3BEI4WTM2.. 2117 20
20 3BEI20WTM?... 21.59 17
19 3BEIOWTM?... 21.39 16
3/3'B 2 18 3BENSWTM2... 2117 15 TMC.-3B
16 3BEN6WTM2.. 20.64 13 TMSH.-3B
14 3BEN4WTM?2... 21.77 12
12 3BEIN2WTM?... 2117 10
11 3BEIMTTWTM2... 20.78 9
16 SENEWTM2... 2540 16
14 SEI4WTM2... 2540 14
12 SEIT2WTM2.. 23.28 1
11 SENTWTM2... 23.09 10
5/8" 27 10 SEOWTM2... 25.40 10 e
9 SEIQWTM2.. 22.58 8
8 SEIBWTM2.. 22.23 7
7 SEI7WTM2.. 21.77 6
6 SEI6WTM2.. 2117 5
11 GBEITTWTM2... 34.64 15
) 6 6BEIBWTM?... 33.87 8 TMC.-6B
k. 383 5 6BEISWTM2.. 3048 6 TMSH.-68
45 6BEI4.5WTM?2... 33.87 6

Allinserts have 2 cutting edges, except MiniTM (IC 6.0 mm) which has one cutting edge.
For toolholder information, see page 280.
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Whitworth for BSW only (cont

Internal

RO.137P Intemaol
55

External

Defined by: B.5.84:1956, DIN259, 150228/1:1982
Tolerance class: Medium class A

Coarse PitchTM

Coarse Pitch TM

Thread Insert Size Ordering Code Cutting Edge Le Teeth Bore Dia. Range
Inch IC L mm Internal mm Toolholder mm
7/16"-18 6.0118WTM...028/035 1 847 6 TMMC12-6.0 9.3-14.2
7/16"18 6.0mm 104 6.0118WTM...028/035 1 847 6 TMMC20-6.0 9.3-14.2
7/16"-26 6.0126WTM... 028/036 1 8.79 9 TMMC12-6.0 9.8-10.5
7/16"-26 6.0126WTM... 028/036 1 8.79 9 TMMC20-6.0 9.8-10.5
1/2"-16 1/4" il 2116WTM... 028/051 1 9.53 6 TMC20-2-124/005 10.6-12.2
1/2"-20 6.0120WTM...028/037 1 8.89 7 TMMC12-6.0 11.0-11.4
1/2"-20 6.0mm 104 6.0120WTM...028/037 1 8.89 7 TMMC20-6.0 11.0-114
9/16"-16 2116WTM...028/038 2 9.53 6 TMC12-2 12.2-18.5
9/16™-16 2116WTM...028/038 2 9.53 6 TMC20-2 12.2-18.5
5/8"-14 4 - 2114WTM...028/039 1 9.07 5 TMC20-2-124/006 13.5-19.0
1171614 2114WTM...028/039 1 9.07 5 TMC20-2-124/006 13.5-19.0
11/16"-16 2116WTM...028/038 2 9.53 6 TMC12-2 12.2-18.5
11/16"-16 2116WTM...028/038 2 9.53 6 TMC20-2 12.2-18.5
3/4"-12 3/8" 16 3112WTM...028/040 1 14.82 7 TMC16-3-124/001 16.3-179
3/4"-16 ) 2116WTM...028/038 2 9.53 6 T™C12-2 12.2-18.5
3/4"-16 A R 2116WTM...028/038 2 9.53 6 TMC20-2 12.2-18.5
13/16"-12 3/8" 16 3112WTM...028/041 2 14.82 7 T™MC16-3 179-21.0
7/8"-9 Py 5 419WTM...028/042 1 16.93 6 TMC25-4-124/002 18.6-32.5
7/8"11 411TWTM...028/043 1 18.47 8 TMC25-4-124/002 19.2-22.0
15/16"-12 3/8" 16 3112WTM...028/041 2 14.82 7 TMC20-3 21.0-30.6
1"-8 iy 2 418WTM...028/044 1 15.88 5 TMC25-4-124/002 21.3-26.0
110 4110WTM...028/045 1 17.78 7 TMC25-4-124/002 22.1-31.6
1"-12 ) 3112WTM...028/041 2 14.82 7 TMC20-3 21.0-30.6
11/16™-12 I8 0 3112WTM...028/041 2 14.82 7 TMC20-3 21.0-30.6
11/8"-7 5/8" 27 5I7WTM...028/046 1 2177 6 TMC25-5-124/008 23.9-271
11/8"-9 172" 22 419WTM...028/042 1 16.93 6 TMC25-4-124/002 18.6-32.5
11/8"-12 3/8" 16 3112WTM...028/041 2 14.82 7 TMC20-3 21.0-30.6
13/16"-8 5/8" 27 5I8WTM...028/047 2 22.23 7 TMC25-5-124/004 26.0-32.4
13/16"-12 3/8" 16 3112WTM...028/041 2 14.82 7 TMC20-3 21.0-30.6
11/4"-7 5/8" 27 517WTM...028/048 2 21.77 6 TMC25-5-124/004 21.7-359
11/4"-9 172" 22 419WTM...028/042 1 16.93 6 TMC25-4-124/002 18.6-32.5
11/4"-12 3/8" 16 3112WTM...028/041 2 14.82 7 TMC20-3 21.0-30.6
15/16"-6 . 5I6WTM...028/049 2 2117 5 TMC25-5-124/004 279-326
15/16"-8 o8 o 5I8WTM...028/047 2 22.23 7 TMC25-5-124/004 26.0-32.4

I For toolholder information, see page 280.
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Whitworth for BSW only (cont

Thread Milling MiniPro

Internal

Internal
55°

R0.137P

External

Tolerance class: Medium class A

Defined by: B.5.84:1956, DIN259, 1S0228/1:1982

Coarse Pitch TM Inserts

Coarse Pitch TM

Thread Insert Size Ordering Code Cutting Edge Le Teeth Bore Dia. Range
IC L mm Internal mm Toolholder mm
15/16"-12 3/8" 16 3112WTM...028/041 2 14.82 7 TMC20-3 21.0-30.6
13/8"-8 S5IBWTM...028/047 2 22.23 7 TMC25-5-124/004 26.0-32.4
13/8"-6 516WTM...028/049 2 2117 5 TMC25-5-124/004 279-32.6
13/8"12 5112WTM...028/050 2 23.28 il TMC25-5 32.2-34.6
14-6 516WTM...028/049 2 2117 5 TMC25-5-124/004 279-32.6
14-8 518WTM...028/047 2 22.23 7 TMC25-5-124/004 26.0-32.4
14-12 5112WTM...028/050 2 23.28 " TMC25-5 32.2-346
17/16"-6 516WTM...028/049 2 2117 5 TMC25-5-124/004 279-32.6
17/16"-8 S5I8WTM...028/047 2 22.23 7 TMC25-5 324-39.0
17/16"-12 5112WTM...028/050 2 23.28 il TMC25-5 32.2-346
11/2"-6 o 516WTM...028/049 2 2107 5 TMC25-5-124/004 279-327
11/2"-8 S5I8WTM...028/047 2 22.23 7 TMC25-5 324-390
1.6-6 516WTM...028/049 2 2117 5 TMC25-5 32.6-385
1.6-8 5I8WTM...028/047 2 22.23 7 TMC25-5 324-390
15/8"-8 5I8WTM...028/047 2 22.23 7 TMC25-5 324-390
15/8"-6 516WTM...028/049 2 21.17 5 TMC25-5 32.6-38.5
13/4"-7 517WTM...028/048 2 21.77 6 TMC25-5 39.8-42.0
17/8"-6 516 WTM...028/049 2 2117 5 TMC32-5 42.2-45.0
19-6 516 WTM...028/049 2 2117 5 TMC32-5 42.2-45.0

I For toolholder information, see page 280.
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Contents Thread Turning Thread Milling MiniPro

Whitworth for BSW only (cont

External / Internal
L |
pozgp M | A Leﬁ ‘
/ @ \\
External Ic
Defined by: B.5.84:1956, DIN259, 150228/1:1982
Tolerance class: Medium class A Standard TM
Standard TM Inserts for TMO Toolholders
Insert Size Pitch Ordering Code ECL
IC L mm tpi External + Internal Toolholder mm
28 2EI28WTM?2... TMOC20-2-3 17.24
26 2EI26WTM?2... TMOC20-2-5 18.56
. 24 2EI24WTM2... TMOC20-2-2 1799
A ! 20 2ER20WTM2... TMOC20-2-6 19.05
19 2ENOWTM?2... TMOC20-2-7 17.38
14 2EN4WTM2... TMOC20-2-3 16.33
26 3ERR6WTM2... TMOC20-3-2 27.35
26 3ER6WTM?2... TMOC20-3-6 26.38
24 3EI2AWTM2... TMOC20-3-7 28.57
20 3ER20WTM2... TMOC20-3-6 26.67
. 19 3ENOWTM2... TMOC20-3-8 28.07
I8 e 18 3EN8WTM2... TMOC20-3-6 26.81
16 3EN6WTM2... TMOC20-3-6 26.99
14 3EM4AWTM2... TMOC20-3-6 27.21
12 3EN2WTM2... TMOC20-3-6 2752
N 3EMWTM2... TMOC20-3-9 2771
16 SEN6WTM2... TMOC25-5-3 4763
14 SEIM4WTM2... TMOC25-5-1 50.80
14 SEITAWTM2... TMOC25-5-4 4717
12 SEN2WTM2... TMOC25-5-2 44.45
5/g" . " SEINMWTM?2... TMOC25-5-6 46.18
10 SENOWTM2... TMOC25-5-7 45.72
9 SEIOWTM?2... TMOC25-5-8 45.16
8 SEIBWTM?2... TMOC25-5-9 44.45
7 SEIZWTM2... TMOC25-5-4 43.54
6 SEIGWTM?2... TMOC25-5-11 42.33

ECL-The Effective Cutting Length

For Le and number of teeth of the above inserts, see the table for standard inserts on page 269.
For toolholder information see page 289.
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Contents Thread Turning

NPT

Thread Milling MiniPro

External / Internal

30°

Internal

Defined by: USAS B2.1:1968

Tolerance class: Standard NPT Standard TM
Standard TM
Insert Size Pitch Ordering Code Le Toolholder
IC L mm tpi External + Internal mm RH LH
18 3E18NPT-TM2... * 14.11
3/8" 16 14 3EN4NPT-TM2... 14.51 TMNC.-3 TMNC.-3LH
1.5 3ENT.5NPT-TM2... 13.25
14 3BEN4NPT-TM2... 21.77
3/8"B 22 BTMNC.-3B BTMNC..-3BLH
1.5 3BENT.5NPT-TM2... ** 19.88
5/ - 1.5 SENT.5NPT-TM2... 24.30 T™M.C.-5 TM.C.-5LH
8 SEISNPT-TM2... 2223 TMNC.-5 TMNC.-5LH
1.5 6BEITT.5NPT-TM2... 35.34
3/4'B 385 TMC..-6B TMC..-6BLH
8 6BEIBNPT-TM2... 3175
* For external thread only.
To thread with insert cutting edge marked "L, use LH toolholders.
For toolholder information, see page 286.
** Single sided insert - RH only.
NPT
Internal
L
Le
30°_ Internal

Defined by: USAS B2.1:1968
Tolerance class: Standard NPT

===
e =

Coarse PitchTM

Coarse Pitch TM

Thread Insert Size Ordering Code Cutting Edge Teeth

Inch IC L mm Internal Toolholder
1/4"-18 ) 2118NPT-TM...028/074 1 7 TMC20-2-124/009
3/8"-18 " B 2118NPT-TM...028/074 1 7 TMC20-2-124/009

For toolholder information, see page 284.
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Thread Milling MiniPro

Contents Thread Turning

NPTF (Dry Seal)

External / Internal

L
Le
30°_  Internal —
ANANAAAAN
/
A\ I \
1°47' @
External
IC
Defined by: ANSI 1.20.3-1976
Tolerance class: Standard NPTF Standard TM
Standard TM
Insert Size Pitch Ordering Code Toolholder
IC L mm tpi External + Internal RH LH
14 3EN4NPTFTM2...
3/8" 16 TMNC.-3 TMNC..-3LH
11.5 3ENT.5NPTFTM2...
14 3BEITANPTFTM2...
3/8"B 22 BTMNC..-3B BTMNC..-3BLH
11.5 3BEIMT.SNPTFTM2...
5/ - 1.5 SENT.5NPTFTM2... TM.C.-5 TM.C.-5LH
8 SEIBNPTFTM2... TMNC.-5 TMNC..-5LH
1.5 6BEITT.SNPTFTM2...
3/4'8B 385 TMC.-6B TMC..-6BLH
8 6BEIBNPTFTM2...
To thread with insert cutting edge marked "L, use LH toolholders.
For toolholder information, see page 286.
NPTF (Dry Seal)
Internal
L
Le

30° Internal

Defined by: ANSI 1.20.3-1976
Tolerance class: Standard NPTF

- ==
e =

Coarse PitchTM

Coarse Pitch TM

Thread Insert Size Ordering Code Teeth
Inch IC L mm Internal Toolholder
1/4"-18 ) 2118NPTFTM...028/078 7 TMC20-2-124/009
3/8"-18 4 B 2118NPTFTM...028/078 7 TMC20-2-124/009

For toolholder information, see page 284.
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Contents Thread Turning Thread Milling MiniPro

NPS

External / Internal

Internal

External

Defined by: USA NBS H28 (1957)
Tolerance class: Standard NPS Standard TM

Standard TM

Insert Size Pitch Ordering Code Le Teeth Nominal Thread Size

IC L mm tpi External + Internal mm Toolholder

14 3EIM4NPSTM2... 14.51 8 172" TMNC16-3

3/8" 16 14 3EI4NPSTM2... 14.51 8 3/4" TMNC20-3

11.5 3EI11.5NPSTM2... 13.25 6 1", 11/4" TMNC20-3

3/8"B 22 11.5 3BEINT.5NPSTM2..* 19.88 9 1"11/4" BTMNC20-3B

5/g" o 11.5 SEIMT.5NPSTM2... 24.30 1 1172 2" TMC25-5 %
8 SEISNPSTM2... 22.23 7 2 1/2" & larger TMC32-5 g
*  One cutting edge. Z

Allinserts have 2 cutting edges.
For toolholder information, see page 280.
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BSPT

External / Internal

Internal

R0.137P

o ‘5174_7' R0.137P

External

Defined by: B.S. 21:1985
Tolerance class: Standard BSPT Standard TM

Standard TM

Insert Size Pitch Ordering Code Le Teeth Toolholder
IC L mm tpi External + Internal mm RH LH
1/4" " 19 2EI9BSPT-TM2... 9.36 7 T™MC..-2 TMC.-2LH
14 3EI14BSPT-TM2... 14.51 8
3/8" 16 TMNC..-3 TMNC..-3LH
il 3EIMTBSPT-TM2... 13.85 6
5/8" 27 1 SEI1BSPT-TM2... 23.09 10 TMC.-5 TMC.-5LH

To thread with insert cutting edge marked "L, use a LH toolholder.
For toolholder information, see page 280.
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Contents Thread Turning

Pg

Thread Milling  MiniPro

External / Internal

Internal

External

Defined by: DIN 40430
Tolerance class: Standard

Standard TM

Standard TM

Insert Size Pitch Ordering Code Le Teeth Nominal Thread Size
IC L mm tpi External + Internal mm Toolholder
6.0mm 104 20 6.0EI20PGTM... 8.99 7 Pg7 TMMC.-6.0
20 2EI20PGTM2... 10.16 8 Pg7
/4" n 18 2EN8PGTM?... 9.88 7 Pg9, Pgl1, Pgl3.5, Pg16 m;zz
16 2EN6PGTM?... 953 6 Pg21, Pg29, Pg36, Pg42, Pg4s
20 3EI20PGTM2... 13.97 1 Pg7
3/8" 16 18 3EN8PGTM2... 141 10 Pg9, Pgl1, Pg13.5, Pgl6 m;ﬁs
16 3EN6PGTM?... 14.29 9 Pg21, Pg29, Pg36, Pg42, Pg4s
5/8" 27 16 SEN6PGTM?... 2540 16 Pg21, Pg29, Pg36, Pg42, Pg4s TMC.-5, TMSH.-5

Allinserts have 2 cutting edges, except MiniTM (IC 6.0 mm) which has one edge.

For toolholder information, see page 280.
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Contents

ACME

Thread Turning

Thread Milling MiniPro

Internal

29°  Internal

External

Defined by: ANSI B1/5:1988

Tolerance class: 3G

Coarse PitchTM

Coarse Pitch TM

Thread Insert Size Ordering Code Cutting Edge lf'e Teeth Bore Dia. Range
Inch IC L mm Internal mm Toolholder mm
1/2"-16 6.0116ACMETM...028/052 1 794 5 TMMC12-6.0 1.1
1/2"16 ¢ 6.0116ACMETM...028/052 1 794 5 TMMC20-6.0 1.1
5/8"-16 2116ACMETM...028/053 2 9.53 6 T™C12-2 14.2
5/8"-16 2116ACMETM...028/053 2 9.53 6 TMC20-2 14.2
5/8"-14 2114ACMETM...028/054 1 9.07 5 TMC20-2-124/005 14.0
3/4"-16 1/4" 1 2116ACMETM...028/055 2 9.53 6 TMC12-2 174
3/4"16 2116ACMETM...028/055 2 9.53 6 TMC20-2 174
3/4"-14 2114ACMETM...028/083 1 9.07 5 TMC20-2-124/006 17.2
3/4"-12 2112ACMETM...028/056 1 847 4 TMC20-2-124/006 169
7/8"-14 3/8" 16 3114ACMETM...028/057 2 14.51 8 TMNC16-3 204
7/8"-12 1/4" 1 2112ACMETM...028/058 1 8.47 4 TMC20-2-124/006 20.1
1"-14 ) 3114ACMETM...028/059 2 14.51 8 T™MC16-3 235
112 I8 6 3112ACMETM...028/060 2 14.82 7 TMNC16-3 232
110 . 4110ACMETM...028/061 1 17.78 7 TMC25-4-124/002 22.8
1"-8 "2 2 418ACMETM...028/062 1 19.05 6 TMC25-4-124/002 222
11/8"12 3/8" 16 3112ACMETM...028/060 2 14.82 7 TMC16-3 264
11/8"-10 , 4110ACMETM...028/084 1 17.78 7 TMC25-4-124/007 26.0
11/8"-8 2 22 418ACMETM...028/063 1 19.05 6 TMC25-4-124/002 254-28.5
11/4"12 3/8" 16 3112ACMETM...028/060 2 14.82 7 TMC20-3 29.6
11/4"10 5/8" 27 51T0ACMETM....028/064 2 22.86 9 TMC25-5-124/004 29.2
11/4"-8 1/2" 22 418ACMETM...028/063 1 19.05 6 TMC25-4-124/002 254-28.5
13/8"10 5110ACMETM...028/065 2 22.86 9 TMC25-5-124/004 323
13/8"-8 5I8ACMETM...028/066 2 22.23 7 TMC25-5-124/004 317
13/8-6 5I6ACMETM...028/067 1 2117 5 TMC25-5-124/008 30.6
11/2"10 5110ACMETM...028/068 2 22.86 9 TMC25-5 355
11/2"-8 518ACMETM...028/069 2 22.23 7 TMC25-5-124/004 349
11/2"-6 5I6ACMETM...028/070 2 2117 5 TMC25-5-124/004 33.8
13/4"-10 5110ACMETM...028/064 2 22.86 9 TMC32-5 419
13/4"-8 . 518ACMETM...028/069 2 22.23 7 TMC25-5 412
13/4"-6 o8 2 5I6ACMETM...028/070 2 2117 5 TMC25-5 40.2
13/4"-5 5I5ACMETM...028/071 2 20.32 4 TMC25-5-124/004 393
2'-8 518ACMETM...028/069 2 22.23 7 TMC32-5 476
2"-6 5I6ACMETM...028/072 2 2117 5 TMC25-5 46.5
2"-5 5I5ACMETM...028/071 2 20.32 4 TMC25-5 45.7
21/4"-6 516ACMETM...028/072 2 2117 5 TMC32-5 529
21/4"-5 5I5ACMETM...028/073 2 20.32 4 TMC25-5 52.0
21/2"-5 5I5ACMETM...028/073 2 20.32 4 TMC32-5 584

I For toolholder information, see page 280.
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Contents Thread Turning

Trapez

Thread Milling MiniPro

Internal

30°  Internal

External

Defined by: Trapez DIN 103
Tolerance class: 7e/7H

Coarse PitchTM

Coarse Pitch TM

Thread Insert Size Ordering Code Cutting Edge Le Teeth Bore Dia. Range
mm IC L mm Internal mm Toolholder mm

TR 16X2.0 212.0TRTM...028/028 1 10 5 TMC20-2-124/006 14.0

TR 18X2.0 1/4" 1 212.0TRTM...028/029 1 10 5 TMC20-2-124/006 16.0-18.0
TR 20X2.0 212.0TRTM...028/029 1 10 5 TMC20-2-124/006 16.0-18.0
TR 24X3.0 413.0TRTM...028/030 1 18 6 TMC25-4-124/002 21.0

TR 26X3.0 413.0TRTM...028/031 1 18 6 TMC25-4-124/002 23.0-27.0
TR 28X3.0 413.0TRTM...028/031 1 18 6 TMC25-4-124/002 23.0-27.0
TR 30X3.0 172" 22 413.0TRTM...028/031 1 18 6 TMC25-4-124/002 23.0-27.0
TR 32X3.0 413.0TRTM...028/032 1 18 6 TMC25-4-124/007 29.0-33.0
TR 34X3.0 413.0TRTM...028/032 1 18 6 TMC25-4-124/007 29.0-33.0
TR 36X3.0 413.0TRTM...028/032 1 18 6 TMC25-4-124/007 29.0-33.0
TR 38X3.0 513.0TRTM...028/033 2 24 8 TMC25-5-124/004 35.0-390
TR 40X3.0 513.0TRTM...028/033 2 24 8 TMC25-5-124/004 35.0-39.0
TR42X3.0 513.0TRTM...028/033 2 24 8 TMC25-5-124/004 35.0-39.0
TR 44X3.0 513.0TRTM...028/033 2 24 8 TMC25-5 41.0-45.0
TR46X3.0 513.0TRTM...028/033 2 24 8 TMC25-5 41.0-45.0
TR 48X3.0 513.0TRTM...028/033 2 24 8 TMC25-5 41.0-45.0
TR 50X3.0 513.0TRTM...028/033 2 24 8 TMC32-5 47.0-57.0
TR 52X3.0 513.0TRTM...028/033 2 24 8 TMC32-5 47.0-57.0
TR 55X3.0 513.0TRTM...028/033 2 24 8 TMC32-5 47.0-57.0
TR 60X3.0 ., 513.0TRTM...028/033 2 24 8 TMC32-5 47.0-57.0
TR 65X4.0 o8 o 514.0TRTM...028/034 2 24 6 TMC32-5 61.0-106.0
TR 70X4.0 514.0TRTM...028/034 2 24 6 TMC32-5 61.0-106.0
TR 75X4.0 514.0TRTM...028/034 2 24 6 TMC32-5 61.0-106.0
TR 80X4.0 514.0TRTM...028/034 2 24 6 TMC32-5 61.0-106.0
TR 85X4.0 514.0TRTM...028/034 2 24 6 TMC32-5 61.0-106.0
TR 90X4.0 514.0TRTM...028/034 2 24 6 TMC32-5 61.0-106.0
TR 95X4.0 514.0TRTM...028/034 2 24 6 TMC32-5 61.0-106.0
TR 100X4.0 514.0TRTM...028/034 2 24 6 TMC32-5 61.0-106.0
TR 105X4.0 514.0TRTM...028/034 2 24 6 TMC32-5 61.0-106.0
TR 110X4.0 514.0TRTM...028/034 2 24 6 TMC32-5 61.0-106.0

I For toolholder information, see page 280.
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Contents Thread Turning Thread Milling MiniPro

External and Internal Toolholders

TM Standard Spare Parts
Insert Size Ordering Code Dimensions mm /
IC L L1 D D1 D2 Insert Screw Torx Key

TMMC12-6.0 69.0 12.0 12 6.8 9.0

6.0mm SN7T K7T
TMMC20-6.0 84.0 17.0 20 6.8 9.0
TMC12-2 70.0 12.0 12 89 11.5

1/4" TMC20-2 85.0 20.0 20 89 11.5 SN2TM K2T
TMC20-2LH 85.0 20.0 20 89 1.5
T™MC16-3 90.0 220 16 13.6 17.0

3/8" SN3TM K3T
TMC20-3 95.0 43.0 20 16.6 20.0
BTMC16-3B 79.5 29.0 16 135 17.0 SN3TM K3T

3/8%B BTMC20-3B 81.5 29.0 20 15.5 19.0
BTMC25-3B 92.3 30.0 25 15.5 19.0 SN3T K3T
BTMW(C25-3B 90.8 30.0 25 18.5 220
TMC25-5 110.0 52.0 25 24.0 30.0

5/8" TMC25-5LH 110.0 52.0 25 24.0 30.0 SN5TM K5T
TMC32-5 120.0 58.0 32 31.0 370
TMC32-6B 115.0 53.0 32 270 35.0

3/4"B SM7T K30T
TMC40-6B 135.0 63.0 40 38.0 46.0
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Contents Thread Turning Thread Milling MiniPro

Internal Thread Application for Standard Toolholder

Toolholder Min. Thread Dia.
D2 IS0 Coarse ISO Fine UNC UN/UNF/UNEF/UNS UNJ
TMMCI2:60 o M10x0.75; M12x1.0; M14x1.25; 76-32UN: 74-28UNEF; %-24UNS; %16-24UNJEF; 15-20UNJF; %s-18UNJF;
TMMC20-60  ° M14x1.5 7s-20UNF: %e-18UNF: %s-16UNF %e-16UNJF
TMC122 %16-32UN; %is-28UN; %5 24UNEF; , , ,
TMC20-2 15 M15x1.0; M16x1.5 %-20UN; %6-18UNF: %6 16UNF; S e 2 BN
TMC20-2LH 7-14UNF 6 i
%-32UN; %4s-28UN; 7-24UNS; AN 7 e A
TMC16-3 170 M20x1.0; M22x1.5; M24x2.0 74-20UNEF; 7-18UNS 7-16UNS; R e L R
1-14UNS; 1346-12UN s b led b
74-32UN; 6-28UN; 1-24UNS; AU L e .
TMC203 200 M24x1.0; M25x1.5; M27x2.0 1546-20UNEF: 1-18UNS; 1-16 UNS; TN TR (-9 e
1%-14UNS; 1%e-12UN 7 1%-14UNJ; Ve
, , 7%4-24UNS; 7-20UNEF; %-18UNS;
BTMCI638 170 M20x1.0; M22x1.5; M24x2.0 NG e e
BTMC20-38 , , 74-24UNS; 'S46-20UNEF; 1-18UNS;
BTMC2538 120 M22x1.0; M24x1.5; M25x2.0 1-16UNS; 1-14UNS; 1-12UNF
, 124UNS; 1%e-20UN; 1%6s-18UNEF:
BTMWC2538 220 M27x1.5  M25x1.0; M30x2 AT e ey
U255 V3515 V139500 V3630 19%-24UNS; 1%-20UN; 176-18UNEF;
300 5 M39x2.0; M36x3.0; 13, 6 172 16UNEF; 1%5-14UNS; 1%-12UNF;,  1%46-16UNJ; 1%5-12UNJF
M36x4.0; M4 2x4.5; M48x5.0 e TUNEF; TV 1UNG, TVt
TMC25-5LH ; '
, , , 19-24UNS; 1%4s-20UN; 1746 18UNEF;
TMC32-5 370 Vo] 2 M45x2.0; 3030 145 16UNEF; 1%-14UNS; 1%-12 UN;  1"s-16UNJ; 1%-12UNJ
: 17-10UNS; 2°8 UN; 2%-6UN
MAX1.5; M42x2.0; M48x3.0;  2-4.5;
TMC32:68 350 M64x60  \1ssya(y Magx5.0: Msexs 5 24 d  2AOUN
M521.5; M55x2.0; M60X3.0; 1, )
TMCA0-68 460 Meax6o  Ma2iaMeoxal Whd  2%-6UN
D2 BSW/BSF BSP  BSPT NPT NPTF PG NPS Trapez ~ ACME
TMMC12-6.0 7%6-268SF; 15-20BSW;
TMMC20-60 90 746 18BSF: 419 PG7 %16
TMC122 e
TMC202 ns OB e Y419, 1514 19 PGO; PG21 %-16;
TMC20-2LH s § 70
346-26BSF; 7%-20BSW; S-14; PGI3.S: , .
TMC16-3 7o [ e s I 1145 1%4-12
156 26BSF; 1-20BSW; o , %4, )
TMC203 200 2B OBk %141 PGI6 PG21 % 1412
7%4-20BSW: 74-16BSW: S-14;
BTMCI638 170 2000t o 1115
BTMC20-38 15/46-20BSW: 1-16BSW: o )
BTMC2538 190 114 12B5W 1411 AL
BIMWC2538 220 1%s-20BSW; 1%-16BSW VHT‘ 1-11.5
TMC25-5 1.4-16BSW: 13-12BSW; s 10 1s
300 1%6-8BSW: 1%-7BSF: Wl T %NS %115 PG29 PN TRaaso T
1.6-6BSW > 1%4-6;2-5
TMC25-5LH
194-16BSW; 17-12BSW: 15115 TR5030; 1%410;2-8;
TMC32-5 o [N %11 1%l T%IlS %115 PG36 TAS TRewad avee oths
246 BSF; 3-58SF;
™MC3-68 350 3SR 111 248 148
TMC40-6B 460  2/-0BSW;3-585F; 211 3-8 3-8

3%2-4.5BSF
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External and Internal Toolholders

Contents Thread Turning Thread Milling MiniPro

TML Long Tools

Spare Parts

Insert Size Ordering Code Dimensions mm /
IC L L1 D D1 D2 Insert Screw Torx Key

1/4" TMLC25-2 125.0 17.0 25 89 1.5 SN2TM K2T
TMLC25-3 125.0 25.0 25 18.6 220

3/8" SN3T K3T
BTMLC25-3 1250 63.5 25 18.6 220
BTMLC20-3B 96.5 44.0 20 15.5 19.0

3/8"B SN3T K3T
BTMLC25-3B 125.0 63.5 25 18.6 22.0
TMLC25-5 150.0 92.0 25 24.0 30.0

5/8" SN5TM K5T
TMLC32-5 160.0 98.0 32 31.0 370

3/4'B TMLC40-6B 165.0 93.0 40 38.0 46.0 SM7T K30T
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Contents Thread Turning Thread Milling MiniPro

Internal Thread Application for TML Toolholder

Toolholder Min. Thread Dia.
D2 IS0 Coarse ISO Fine UNC UN/UNF/UNEF/UNS UNJ
9/ L9/ .9/ .
TMLC252 115 M15x1.0; M16x1.5 N S TBUN AN Z16:24UNJEF; %-20UNJEF; %-18UNJF;
: 0; M16x1. 20Ul ; ; %-16UNJF; %-14UNJF
1-32UN: 1-28UN; 1-24UNS; 1%e-20UN;
TMLC25-3 . o 128U | P 175 20UN: 450 54 UNJ; 1%46-20UNJ; 1%6-18UNJEF;
ICE2, 220 M27X15 M25x1.0; M30x20 e ISUNEF, TAs TGUNEF, T-19UNS; 2560 7o 8
, _ 7-24UNS; 55 20UNEF: 1-18UNS:
BTMLC2038 190 M22x1.0; M24x1.5: M25x2.0 NS RN
, 1-24UNS; 146-20UN; 1%6-T8UNEF;
BTMLC2538 220  M27x15  M25x1.0: M30x2.0 T N e e
‘ _ ‘ 1%-24UNS; 1%20UN: 1746-18UNEF:
TMLC25-5 300 M3SX12 MIIX20 M3OBL 13955 17ic16UNEF, 114-14UNS; 1%4-12UNF; 146 T6UNJ; 1%4-12UNJF
0 5 : 15%-10UNS; 176-8UN; 1%-6UN
, A _ 1%-24UNS: 1%4e-20UN: 11e-18UNEF:
TMLC325 370 Vo] 5 M45x2.0; 3030 146 16UNEF: 1%-14UNS; 1%-12UN;  146-16UNJ: 1%-12UNJ
: 17-10UNS; 2°8 UN; 2%-6UN
M52x1.5; M55x2.0; ME0x3.0; ) )
TMLCA0-68 460  Medx60 N22X3 o2 24 2%-6UN
D2 BSW/BSF BSP  BSPT NPT NPTF PG NPS Trapez  ACME
TMLC252 115 e 2OBSRe20B5W, %19: %514 %19 PGO: PG21
TMLC25-3 1V6-26BSF; 1V46-20BSW; o )
MICES. 20 e Yo-14; 111 PG21 1115
1546-20BSW: 1-T6BSW: o )
BTMLC2038 190 /2083 %14, 111 1115
BTMLC2538 220  1%6-20BSW: 1%-16BSW Yo-14; 111 PG21 115
V4-11.5: 14-10; 134-8;
TMLC25-5 300 1%-7BSF; 1%-6BSW Wl e wens  wens o pao PEIRY TRaaso o
%115  TR50-30; 1%-10; 2-8;
TMLC32-5 370 17-6BSW e 11l %115 1%15 PG36 TAS  Thewad love oAs
TMLC40-6B 460  3-5BSF; 315-4.5B5F 211 248 248
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Contents Thread Turning Thread Milling MiniPro

External and Internal Toolholders

124/... - For Coarse Pitch Threads Spare Parts
Insert Size Ordering Code Dimensions mm /
IC L L1 D D1 D2 Insert Screw Torx Key
6.0mm TMMC20-6.0-124/003 85 15.0 20 6.7 9.0 SN7T K7T
TMC20-2-124/005 77 15.5 20 74 10.0
1/4" TMC20-2-124/006 77 155 20 9.0 12.0 SN2TM K2T
TMC20-2-124/009 77 15.5 20 74 10.0
3/8" TMC16-3-124/001 9 20.5 16 12.2 15.5 SN3TM K3T
o TMC25-4-124/002 88 30.0 25 134 18.0 SN4TM KaT
TMC25-4-124/007 98 40.0 25 16.0 20.0 SA4ATM
5/g" TMC25-5-124/004 98 40.0 25 19.0 250 SA5TM KsT
TMC25-5-124/008 98 40.0 25 16.4 220 SN5TM
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Contents Thread Turning Thread Milling MiniPro

Internal Thread Application for 124/... Coarse Pitch Toolholder

Toolholder

Min. Thread Dia.

D2

ISO
Coarse

UN/UNF/UNEF/UNS

UNJ

TMMC20-6.0-124/003

90 MI12x1.75 M12x1.0; M22x1.5; M12x1.75

W6-32UN; 12-24UNS; %6-18UNF;
%6-16UNF

%6-24UNJEF; 12-20UNJF; %6-18UNJF;
%6-16UNJF

TMC20-2-124/005 10.0 %-12UN
TMC20-2-124/006 120
TMC20-2-124/009 10.0

TMC16-3-124/001

15.5

M20x2.5 M20x1.0; M22x1.5; M22x2.0

%16-32UN; %4-28UN; 3/4-24UNS;
1346-20UNEF; 78-18UNS; 78-16UNS;
7-14UNF; 7%-12UN

1%6-24UNJ; "%16-20UNJEF;
1%6-18UNJEF; 46-16UNJ;
7-14UNJF; 7-12UNJ

TMC25-4-124/002 180 MoaXa:
TMC25-4-124/007 200
TMC25-5-124/004 250 M30x35 Moy M33x2 0 MIN30; };2362146%’\!‘\15EF13/1“‘§AZ%L,J\‘N;3/1&]%gylsi 1946-16UNJ; 1%4-12UNJF
1%-10UNS; 1%4-8UN

TMC25-5-124/008 22,0

D2 BSW/BSF NPT NPTF PG NPS  Trapez  ACME
TMMC20-6.0-124/003 9.0  74s-26BSF; 7e-18BSF; PG7 ay
TMC20-2-124/005 100 %-16BSF S%-14
TMC20-2-124/006 120 %-14BSF TRI62  %-14%12
TMC20-2-124/009  10.0 1418 118
TMC16-3-124/001 155 %-12BSF Y14, 111 W14 1015 %1415 TS5 s
TMC25-4-124/002 180 Jegabor 105K %-9B5Ws TR2430 11018
TMC25-4-124/007 200 TR32:30  1%-10
TMC25-5-124/004 250 Jpe BB, TA7BSW, Pels TS pey TS TR3g30 w&wg B
TMC25-5-124/008 220 1%-7BSW 1%-6

wvarqus| 2ss |
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Contents Thread Turning Thread Milling MiniPro

External and Internal Toolholders

TMN - For Conical Threads (NPT, NPTF, BSPT) Spare Parts
Insert Size Ordering Code Dimensions mm /
IC RH *LH L L1 D D1 D2 Insert Screw Torx Key

TMNC16-3 TMNC16-3 LH 90.0 220 16 12.5 15.5

3/8" SN3TM K3T
TMNC20-3 TMNC20-3 LH 85.0 230 20 15.0 19.0
BTMNC16-3B BTMNC16-3B LH 79.5 29.0 16 13.5 17.0

3/8"B SN3T™M K3T
BTMNC20-3B BTMNC20-3B LH 81.5 29.0 20 15.5 19.0

5/8" TMNC32-5 TMNC32-5 LH 120.0 58.0 32 31.0 370 SN5TM K5T
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A
LH Tool RH Tool

* To use the cutting edge
marked "L, LH Cutter is required.
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Contents Thread Turning Thread Milling MiniPro

Internal Thread Application for TMN Toolholder

Toolholder Min. Thread Dia.
D2 ISO Fine UNC UN/UNF/UNEF/UNS UNJ
4e-32UN; %-28UN; %-24UNS,;
TMNC16-3 ‘ , S2UNPA2BUN; 5 24UNS; 1%-24UNJ: %6-20UNJEF; 1%e-18UNJEF;
e 155  M20X1.0; M22x1.5: M22x2.0 i 20UNEF, - 18UNS; - T6UNS; N e R e
7-32UN; %-28UN; 7-24UNS;

TMNC20-3 . . IR IR b 19-24UNJ; %46 20UNJEF; 16 18UNJEF;
IMNE20S 190 M22x1.0; M24x1.5; M25%2.0 /s 20UNEF, 11BUNS; -16UNS N T AN Bt
BTMNC16-38 _ . 7%4-24UNS; %-20UNEF; %-18UNS;

BTMNCI6-38LH 170 M20x1.0; M22x1.5; M24x2.0 7-16UNS; 1-TAUNS; %/e-12UN

BTMNC20-38 , , 74-24UNS; '56-20UNEF: 1-18UNS:

BTMNC2038LH 120 M22x1.0;M24x1.5; M25x2.0 1-16UNS; 1-14UNS; 1-12UNF

_ ‘ ‘ 15%24UNS; 1%i6-20UN; 1"4e-18UNEF;
N2 370 Ma2xlo Masx20M30x3.0; 1046 16UNEF; 1%4-14UNS; 1%-12UN;
: 17-10UNS; 2-8UN; 2%4-6UN
D2 BSW/BSF BSP BSPT NPT NPTF PG NPS Trapez ~ ACME
MNEIes 155 e16BSW 1514 %14, 111 14,1115 %143 14115 Eg; 1%5-14;1-115 %-14;1-12
TVINC203 56 26B5W;
) 190 156-20BSW: 1-16BSW: %-14: 111 %-14: 1-11 %14 1115 %14 1115  PG21 %14 1115

TMNC20-3LH Y

BIMNCIOSB 170 T 20850 16BSW: 5141y %141115 %14 1015 1115

BTMNC20-38 190 . As20BSWi1-16BSW; 3, 441y %14 1115 %14 1-115 14115

BTMNC20-3BLH 1Vhe-12BSW

TMNC32-5 W15 A5 1-115;

TNSZ2 L 370 eeBSW 1511 ST i PG36 i
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Contents Thread Turning Thread Milling MiniPro

External and Internal Toolholders

TM2 - Twin Flutes Spare Parts
Insert Size Ordering Code Dimensions mm /
IC L L1 D D1 D2 Insert Screw Torx Key
/4" TM2C20-2 85 20.0 20 144 170 SN2T™M K2T
3/8" TM2C25-3 100 43.0 25 22.5 26.0
SN3T K3T
3/8"8 BTM2C25-3B 104.2 46.0 25 22.5 26.0
5/8" TM2C32-5 120 45.0 32 36.0 420 SN5TM K5T
3/4'B TM2C40-6B 1372 65.0 40 44.0 52.0 SM7T K30T

Internal Thread Application for TM2 Toolholder

Toolholder Min. Thread Dia.
(n?rzm ISOFine UNC  UN/UNF/UNEF/UNS UNJ BSW/BSF  BSP BSPT NPT NPTF PG  NPS
%4-32UN; s-28UN; 7%-24UNS;  1%-24UNJ; 7%-20UNJEF; o
TM2C202 170 M22x15 7-20UNEF; 7-18UNS; 1%46-18UNJEF; 7-16UN.: %-14 oot
7-16UNS; 1-14UNS 15%-14UNJ !
_ 1%-24UNS; 1%6-20UN; 1%-24UNJ; 1% 20UNJ; 1% 2685F;
NaCE 3 s 260 (320 1%-18UNEF; 1%4-16UNEF;  1%-18UNJEF; 1%-16UNJ; 1%-20BSW: 1%-11 PG36 %115
: 1%-14UNS; 1%6-12UN 1546-12UNJ 1546-16BSW
healed 17420UN; 2-18UNS; 2-16UNSS; 2-16BSW; .
TM2C325 420 M2OX2D: 2-14UNS; 2-12UN; 2V4-10UNS; 1%46-16UNJ; 2-12UNJ 212BSW. 211 211 2115 2115 PG36 51
v 2%4-8UN; 2%-6UN 2%4-8BSW 2
M58x1.5; 274-6BSW;
TM2C40-6B 520 M68Xx4.0; 2%-4 2%-6UN 4-5BSW:  2Ve11 %48 248
M70x6.0 3%-4.5B5F
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Contents Thread Turning Thread Milling MiniPro

External and Internal Toolholders

TMO - Twin Flute Offset Spare Parts
Ir;.?zeert Ordering Code Applicable Threads Dimensions mm ,
IC External Internal External & Internal L L1 D DI D2 |InsertScrew TorxKey
TMOC20-2-1  16UN 48/32/16UN
TMOC20-2-2  24/18UN 48/24/18UN 24W
TMOC20-2-3  28/14UN 28/14UN 28/14W
TMOC20-2-4  20UN 20UN
g 02020 2o 90 25 20 119 145| SN2TM K2T
TMOC20-2-6 20W
TMOC20-2-7 19W
TMOC20-2-8  1.0/1.5ISO 0.5/1.0/1.51SO
TMOC20-2-9  0.751SO 48UN, 0.75ISO
TMOC20-2-10  1.25ISO 1.251SO
TMOC20-3-1  1.51SO 0.5/1.51SO
TMOC20-3-2  13UN 13UN 26W
TMOC20-3-3  28UN 32/28UN
TMOC20-3-4  27UN 27UN
TMOC20-3-5 11.5UN 11.5NPS
380 TMOC20-3-6  24/20/18/16/14/12UN 24/20/18/16/14/12UN  26/20/18/16/14/12W, 14NPS - R m oN3T KaT
TMOC20-3-7  1.251SO 1.251SO 24W
TMOC20-3-8 19W
TMOC20-3-9 1MW
TMOC20-3-10 1.0/2.01SO 0.5/1.0/2.01SO
TMOC20-3-11  0.75ISO 32UN, 0.751S0
TMOC20-3-12  1.75I1SO 1.751SO
TMOC25-5-1  24/20/18/14/13/12UN 24/20/18/14/13/1TTUN  14W
TMOC25-5-2  24/18/12UN 24/18/12/6UN 12W
TMOC25-5-3  16UN 16UN 16W, 8NPS
TMOC25-5-4  14/7UN 14UN 14/7W
TMOC25-5-5 11.5UN 11.5NPS
TMOC25-5-6  11UN 1TUN 1MW
TMOC25-5-7  10UN 10/5UN 10w
5 Laoc2s8 SN N W 110 52 25 24 300| SNSTM KST
TMOC25-5-9  8UN 8UN 8W
TMOC25-5-10 7UN
TMOC25-5-11 6UN 6w
TMOC25-5-12  1.0/2.0/2.5/4.01SO 1.0/2.0/2.5/4.0/5.01SO
TMOC25-5-13  1.251SO 1.251SO
TMOC25-5-14  1.5/2.5/4.51SO 1.5/2.5/4.5/1SO
TMOC25-5-15  1.751SO 1.751SO
TMOC25-5-16  1.0/1.5/3.0/3.51SO 1.0/1.5/3.0/3.51SO
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Contents Thread Turning Thread Milling MiniPro

External and Internal Toolholders

Cutter Drive
1SO 240-1975 (mm)

TM Shell Mill

Spare Parts

; » No. of : :
Insert Size Ordering Code [l Dimensions mm /
IC D2 d(H7) H Insert Screw Torx Key Holder Screw
1/4" TMSH-D38-16-2 6 38.0 16.0 40.0 M8x1.25x35
SN2T HK2T R —
1/4" TMSH-D50-22-2 8 50.0 22.0 40.0 M10x1.50x35
3/8" TMSH-D50-22-3 6 50.0 22.0 40.0
SN3TM HK3T M10x1.50x35
3/8B" TMSH-D63-22-38 6 63.0 22.0 40.0
5/8" TMSH-D63-22-5 4 63.0 220 45.0 SN5TM HK5T M10x1.50%35
3/4B" TMSH-D63-22-6B 4 63.0 22.0 50.0 SM7T HK7T M10x1.50x35
5/8" TMSH-D80-27-5 6 80.0 270 50.0 SN5TM HK5T M12x1.75x40
3/4B" TMSH-D80-27-68 5 80.0 27.0 50.0 SM7T HK7T M12x1.75x40
5/8" TMSH-D100-32-5 7 100.0 320 55.0 SN5TM HK5T M16x2.00x40
3/4B" TMSH-D100-32-6B 6 100.0 32.0 55.0 SM7T HK7T M16x2.00x40
5/8" TMSH-D125-40-5 9 125.0 40.0 63.0 SN5TM HK5T M20x2.50x50
3/4B" TMSH-D125-40-6B 8 125.0 40.0 63.0 SM7T HK7T M20x2.50x50
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Internal Thread Application for Shell Mill Toolholder

Toolholder

Min. Thread Dia.

D2

e IS0 Fine UNC UN/UNF/UNEF/UNS  UNJ  BSW/BSF  BSP BSPT NPT NPTF PG NPS
1%-24UNJ;
1146-20UN; 1%4-18UNS; 178:24UNJ: 13, oeper.
TMSH-D38-162 380 M451.5 | 1 A200N SR PG36
1%-16UNJ
2Y-20UN; 2%-18UNS; 2%-20UNJ;
TMSH-D50222 500 MS56x1.5 Ao e Bk
2%-20UN; 3V4-18UNS; 214-20UNJ;  2%-20BSW;
TMSH-D50-223 500 MS6x1.5; M58x2.0 3V4-16UNS; 3V 14UNS; 2%-16UNJ 2%-16BSW:  2-11 PG42 2115
2%-12UN 2%-12UNJ  2%-12B5W
2%-20UN; 2%-18UNS;
TMSH-D6322-38 630 M70x1.5; M70x2.0 2%-16UNS; 2%-14UNS; 2511
2%4-120N
2%-20UN; 3%-18UNS,; I —
M70x1.5; M70x2.0; 3%-16UNS; 3%-14UNS; 2%-16UNJ; :
TMSH-D63-22-5 630 175,370 MOx4.0 2%-12UN; 3-10UNS; 2%-120N) 3782850 2411 31 S
3-8UN
M70x2.0; MBOXA0; 21, 4 a1, 34-6BSW; 1, ) )
TMSH-D63-22-68 630 M2 3%-4 3%-6UN SN 241 38 38
, ‘ 3V3-18UNS; 35-16UNS; 25, 1= 1. 3V4-16BSW;
TMSH-D8027:5 800 Macias: MIx30 34-14UNS 3%5-120N; 3o OUNS 36 108SWE 31 411 3%-8
: 3%-10UNS; 3%-8UN 2”2 3%-8BSW
TMSH-D80-27-68 800 Moox20; M9Sx4.0; 3%-6UN 46BSW 31 348 3%8
44 16BSW.
MT10x2.0; M115x3.0; 4%-16UNJ; :
TMSH-D10032:5 1000 M1IX2S POISONT 4AIBSW 41 4
4%-8BSW
M110x2.0; M115%4.0; ) . ) )
TMSH-D10032:68 1000 M110X20 AhEBSW 41 58 58
_ , 514 16B5W:
TMSH-D125-40-5 1250 V13520 MI40x3.0; SO SynBsw: 511 5
: 5 5%-8B5W
TMSH-D125-40-68 1250 M135x2.0; M140x4.0; STh-EBSW 511 58 58

M150x6.0
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External and Internal Toolholders

Spare Parts

TMS - Single Point (Standard Inserts)

Ordering Code Dimensions mm ,

Insert Size
IC L L1 D D1 D2 Insert Screw Torx Key
1/4" TMSC10-2 65 25 10 93 12.5 SN2TK K2T

Use Standard laydown thread turning inserts. See Thread Turning Inserts section - Page 17.
Use external LH inserts for external thread and internal RH inserts for internal thread.

el
o4

©

©
c
©
o
(%2
=
-

External and Internal Toolholders

TMV - Single Point (Vertical Insert) Spare Parts

Dimensions mm /

Insert Size  Ordering Code
IC L L1 D D1 D2 Insert Screw Torx Key
5/8"V TMVC32-5 120 60 32 356 46 SN6T KeT

Requires IC 5/8" Vertical thread turning inserts (width T=6). Use external LH inserts for external threads and internal RH inserts for internal threads.

See Thread Turning Inserts section - Page 17.
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Recommended Grades, Cutting Speeds Vc [m/min] and Feed f [mm/tooth]

=) Ve [m/min]
Material 2 . HarQness Feed
G 3 | Material Brinell Coated Uncoated
roup o HB flmm/tooth]
< VBX VTX VK2
1 Low Carbon ((=0.1-0.25%) 125 100-210 90-180 0.05-0.3
2 | Unalloyed Steel Medium Carbon (C=0.25-0.55%) 150 100-180 90-170 0.05-0.25
3 High Carbon (C=0.55-0.85%) 170 100-170 90-160 0.05-0.2
4 Non Hardened 180 90-160 90-155 0.05-0.25
Low Alloy Steel
5 (alloying elements<5%) Hardened 275 80-180 80-160 0.05-0.2
6 Hardened 350 70-140 70-150 0.05-0.15
7 | High Alloy Steel Annealed 200 60-130 | 70-115 0.05-0.2
g | (alloying elements>5%) | Hardened 325 70-110 | 60-100 0.05-01
9 o Sices Low Alloy (alloying elements <5%) 200 100-170 100-170 100-150 0.05-0.15
ast Stee
10 High Alloy (alloying elements >5%) 225 70-120 70-130 60-130 0.05-0.1
| 11| stainless Steel Non Hardened 200 100-170 | 120-180 0.05-0.15
12| Ferritic Hardened 330 100-170 | 120-180 0.05-0.1
| 13 stainless Steel Austenitic 180 70-140 | 100-140 0.05-0.15
M 14 | Austenitic Super Austenitic 200 70-140 | 100-140 0.05-0.
Stainless |15 | stainless Steel Non Hardened 200 70-140 100-140 0.05-0.15
sl 16 | Cast Ferritic Hardened 330 70-140 | 100-140 0.05-01
7 sl Sl Austenitic 200 70120 | 100-120 0.05-0.15
Cast Austenitic Hardened 330 70120 | 100-120 0.05-0.1
Malleable Ferritic (short chips) 130 60-130 100-120 0.02-0.8
CastIron Pearlitic (long chips) 230 60-120 80-100 0.02-0.05
Low Tensile Strength 180 60-130 80-100 0.05-0.15
Grey Cast Iron - -
High Tensile Strength 260 60-100 80-100 0.05-0.1
Ferritic 160 60-125 80-100 0.05-0.15
Nodular Sg Iron —
Pearlitic 260 50-90 60-90 0.05-0.1
A & s Non Aging 60 100-250 200-300 | 0.1-04
Wrought Aged 100 100-180 60-110 01-0.3
. Cast 75 150-400 60-120 01-03
Aluminium Alloys
Cast & Aged 90 150-280 60-100 0.05-0.25
Aluminium Alloys Cast Si 13-22% 130 80-150 20-50 0.1-0.3
Copper and Brass 90 120210 | 100200 | 50-70 0.1-03
Copper Alloys Bronze And Non Leaded Copper 100 120210 | 100200 | 5070 | 0.05-0.25
119 Annealed (iron based) 200 20-45 20-40 20-30 0.05-0.1
| 20| High Temperature Aged (iron based) 280 20-30 20-30 1525 | 0.02-0.05
S |21 | e Annealed (nickel or cobalt based) 250 20-50 15-20 1520 | 002-005
Heat Resistant | 22 Aged (nickel or cobalt based) 350 10-15 10-15 10-15 0.02-0.05
e | Pure 99.5 Ti 400Rm | 70-140 | 70-120 40-60 | 0.02--0.05
— Titanium Alloys
24 a+p Alloys 1050Rm 20-50 20-50 20-40 0.02-0.05
H 25 45-50HRc | 20-45 20-45 0.01-0.03
— Extra Hard Steel Hardened & Tempered
Hardened
Material | 26 51-55HRc | 20-45 20-45 0.01-002
Grades
Grade Application Sample
VBX First choice for steel and cast iron
A tough sub-micron substrate with TiCN coating
VTX First choice for stainless steel
A tough sub-micron substrate with TIAIN coating
VK2 Uncoated grade for machining cast iron & nonferrous metals
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TMSD

. Thread Milling for Deep Holes

Inserts | Toolholders



MiniPro

Contents Thread Turning Thread Milling

Vardex Ordering Code System
B TMSD Inserts

2 U | DB 60 ™ VBX
1 2 3 4 5 6 7
1- Insert Size 2 - Insert Style 3 - Type of Insert 4 - Pitch 5 - Standard
5-1C5.0 mm A | - Internal Full Profile - Pitch Range 60 - Partial Profile 60°
2-1C1/4" u- D El - External + Internal mm tpi 55 - Partial Prolﬂle 55
3-1C3/8" A(QA 150 - IS0 Metric
4-1C1/2" 7 10-80 18-25 UN - American UN
5-1C5/8" JAN Partial Profile - U, A, L Styles | Partial Profile - Vertical Style NPT - NPT
7-IC68mm | | A- mm | tpi mm | tpi | |TR-Trapez DIN 103
9-1C85mm /A ACME - ACME
DA | 05-15 48-16 VA | 05-10 28-27
11-1C10.7 mm STACME - Stub ACME
AN DB | 15-20 16-12 VB - 11-9 )
7 ABUT - American Buttress
L- DC | 25-40 10-6 VC - 16-10 )
APIRD - API Round Casing
DD | 20-25 9-12 VD | 1.0-20 24-12 & Tubin
= DE | 25-35 10-7 VE | 20-30 12-8 d
@ DH | 4060 | 64 | VF | 1015| 2416 | [g_system
x- ’ % DK | 6.0-80 4-3 VG | 15-20 16-12 T™M -TMSD (U, A, L Styles)
ertical Style DL - 117 | VH - 16-14 || T3 - TMSD Vertical
7,911 ’ DM 2.5 10 VK | 20-25 12-10
DN 1.0-20 24-11 \"] 26-19 7 - Carbide Grade
VoS DP | 1530 | 168 | WM | - 87 VBX, VTX
V Style 5/8” DR | - 2614 | VN | 1525 | 1611
DT | 2040 12-6
B TMSD Toolholders (U, A, L Styles)
C ™ 2 S C 14 C 17 - 65 - 2 U
1 2 3 4 5 6 7 8 9 10 11
1- Shank Style 2- System 3 - No. of Flutes | | 4 - Insert Type | |5 - Cooling 6 - Shank Dia. 7 - Shank Type | | 8 - Cutting Dia.
None - Steel ™ 1-4 S - Single Point | | C- Coolant 8-40 W - Weldon 13-42
C - Carbide Shank C- Cylindrical
9 - Max. Tool Overhang | | 10 - Insert Size 11 - Insert Style 12 - Tool Application
144 5-1C5.0 mm 0] ABUT - For American Buttress
2-1C1/4" A
3-1C3/8" L
4-1C1/2"
B TMSD Toolholders (Vertical Style)
C GM C 9 C 13 = 45 = 7 - 3
1 2 3 4 5 6 7 8 9
1- Holder Type 2- System 3- Cooling | |4-ShankDia. | |5 - Shank Style 6 - Cutting Dia. | | 7 - Tool Overhang | | 8 - Insert Size
None - Steel Shank | | GM-Groove Milling | | - Coolant | | 8,9, 11.5,12,14,| | C- Cylindrical 10.5-22.0 25-65 7 - 1C6.8mm
C - Carbide Shank and Thread Milling 15, 20, 25 W - Weldon 9 - 1C85mm
11-1C10.7. mm
9 - Number of Flutes
3
B TMSD Shell Mill (U, L, V Styles)
™ 4 S C D42 = 16 - 3 U
1 2 3 4 5 6 7 8 9
1- System 2-No. of Flutes| | 3-InsertType | | 4-Cooling | |5 - Cutting Dia.| | 6 - Drive Hole Dia.| |7 - Insert Size | | 8 - Insert Style
™ 47 $-Single Point | | C- Coolant | |42-98 16,22,27,32 3-1C3/8 ULV
4-1C1/2"
9 - Tool Application 5-1C5/8"
ABUT - American Buttress
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TMSD
Thread Milling for Deep Holes

A multi-flute, highly productive and economical solution for milling threads in deep holes

Full Profile Inserts

ISO, American UN, NPT, API RD

VARGUS
ceNius"

Tool Selector and CNC
Program Generator

American Buttress

U Style For Large Pitches

Weldon
Shank

Tool Overhang (L1) 40-145
Cutting Dia. (D2)  14.75-42
No. of Flutes (Z)  1-4

Carbide
Cylindrical
Shank

Tool Overhang (L1) max 135
Cutting Dia. (D2)  14.75-31.0
No.of Flutes (Z)  1-4

L Style (Mini L) For Small Bores

Weldon
Shank

Tool Overhang (L1) 29-42
Cutting Dia. (D2)  13-17.7
No. of Flutes (2)  1-3

Carbide
Cylindrical
Shank

Tool Overhang (L1) max 65
Cutting Dia. (D2)  13-17.7
No.of Flutes (2) 13

Steel
Cylindrical
Shank

Tool Overhang (L1) max 144
Cutting Dia. (D2)  23.3-36.5
No. of Flutes (Z)  2-4

Shell
Mill

Tool Overhang (L1) max 200
Cutting Dia. (D2)  42-98
No.of Flutes (2)  4-7

Vertical Style (7v, ov, 11v)

Weldon
Shank

Tool Overhang (L1) 25-45
Cutting Dia. (D2)  10.5-20.8
No. of Flutes (2) 3

L Style (3/8"L) For Large Trapezoid Profiles and ABUT

Weldon
Shank

Tool Overhang (L1) 50-105
Cutting Dia. (D2)  21.6-35.5
No. of Flutes (Z) ~ 1-3

Carbide
Cylindrical
Shank

Tool Overhang (L1) max 120
Cutting Dia. (D2)  21.6-33.5
No. of Flutes (2) ~ 1-3

Shell
Mill

Tool Overhang (L1) max 200
Cutting Dia. (D2)  48-80
No. of Flutes (Z) ~ 5-7

Carbide
Cylindrical
Shank

Tool Overhang (L1) max 65
Cutting Dia. (D2)  10.5-20.8
No.of Flutes (Z) 3

A Style For Shorter L2

Steel
Cylindrical
Shank

Tool Overhang (L1) max 144
Cutting Dia. (D2)  26-35.3
No. of Flutes (2) 3

Tnvargus| 297 |


http://www.vargus.com/vardex/template/default.aspx?pCatId=9

Contents Thread Turning Thread Milling MiniPro

Partial Profile 60°

Internal

Internal

External

Vertical Style

Vertical Style

IgtSfIret Pitch Ordering Code Dimensions mm Application (Min. Thread Size)
IC mm tpi Internal D2 T L2 ISO Coarse ISO Fine UNC UN/UNF/UNEF/UNS Toolholder
M11.50.5: ,
0.5-10 2827 7VIVA6OTMS3... 10.5 06 - MI5X075: - %%HEF
M12x1.0 -
M12.5x1; 14-24UNS; 4-20UNF;
10-15 2416 7VIVF60TM3.. 111 08 - ’ - 3 ;
M13x1.5 %6 1BUNF; e 16UN copicacT3-407-3
7V 29 e CGMC9C13-45-7-3
(6-16UN; GMC20W13-25-7-3
1520 1612 7VIVG6OTM3.. 118 10 MI4x20 MI14x15 -~ %e140NS:
%-12UN
M15x1.5 %-11; %-14UNS;
1525 16-11  7VIVN6OTM3... 124 1 - M L G
M14x0.5; .
0.5-10 2827 9VIVAGOTMS3... 13 06 - MI4x0.75; - ?"’%%NS
M15x1 e~
M15x1;  %-24UNEF; %-20UN;
10-15 2416 VIVF6OTM3.. 13.7 08 S Vi el 003
v 42 CGMC12C17-50-9°3
GMC20W17-30-9-3
M16.5x1.5; Vis-16UN:
1520 16-12 QVIVG6OTM3... 144 10 - e © e ONG W 12N
2025 12-10 9VIVKEOTM3... 15.1 14 VI %10 Vs 12UN:
M19x1, M19.5x1.25; Y424UNS; %e-20UNEF;
10-2.0 2412 1IVIVD60TM3... 179 10 S MI9SKS, ~ 7418UNS; - 16UN;
M20x1.75; M20x2 J%-14UNF- %e-12UN" CGMC14C22-60-11-3
v 55 CGMC15C22-65-11-3
2030 12-8  1IVIVE6OTM3.. 195 15 M22x25 oq 7 .7 CMCI 22457113
030 12 .19, . X2 18 74-10UNS; 7%-12UN

M24x3

Vertical Style
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Partial Profile 55°

MiniPro

Internal

Internal
55°

External

Vertical Style

Vertical Style

Insert Style Ordering Code  Dimensions mm Application (Min. Thread Size)
IC tpi Internal D2 T L2 r BSP (G) Partial 55° Toolholder
26-19  7VIVI55TM3.. 11.35 08 007  %19; %-19 - CGMC8C13-40-7-3
7V 29 — CCGMC9C13-45-7-3
16-14  7VIVHS5TM3.. 12.0 10 013 MDA o 6514 GMC20W13-25-7-3
/i-14; 7/6-14;
26-19 OVIVI55TM3...  13.35 08 009 %19 %-26 ; %-16 CGMC11.5C17-50-9-3
v 42 e e . CGMC1aci7-50-9-3
1610 OVIVCS5TM3.. 154 12015 %14 s e A2 AT GMC20W17-30-9-3
16-12 11VIVG55TM3... 17.8 09 016 -4 %616 ; 1612
CGMC14C22-60-11-3
1\ -9 1IVIVBSS5TM3.. 191 55 13 021 111 %-11;1-10; 1%4-9 CGMC15C22-65-11-3
GMC25W22-45-11-3
8-7 1MVIVM55TM3... 19.6 1.5 036 - 1-8; 1 %-7;

Vertical Style
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Trapez

Thread Milling MiniPro

Internal

30° Internal
¥\

External

Defined by: DIN 103
Tolerance class: 7e/7H

Vertical Style

Vertical Style

Insert Style Ordering Code Dimensions mm Application
IC mm Internal D2 T L2 Trapez Toolholder
7VI2.0TR-1TTM3... TR16x2
CGM(C8C13-40-7-3
7V 2.0 7VI2.0TR-2TM3... 12.3 29 1.3 TR18x2 CGMC9C13-45-7-3
GMC20W13-25-7-3
7VI2.0TR-3TM3... TR20x2
9VI3.0TR-1TM3... TR22x3 CGMC11.5C17-50-9-3
oV 3.0 154 4.2 1.95 CGMC12C17-50-9-3
9VI3.0TR-2TM3... TR24x3 GMC20W17-30-9-3
Stub ACME
Internal
29° Internal
External
Defined by: ANSI B1.8: 1988
Tolerance class: 2G Vertical Style
Vertical Style
Insert Style Ordering Code Dimensions mm Application
IC tpi Internal D2 T L2 Stub ACME Toolholder
-
8 7VI8STACMETMS3... 123 29 13 %-8 COMCEC13.4073
7V 6 7VIBSTACME-1TM3... 17 59 13 %-6 CGMC9C13-45-7-3
7VI6STACME-2TMS3... ' ' ' 76 GMC20W13-25-73
VISSTACME-1TM3... 15 COMCTI5C17-50.9.3
Vv 5 OVISSTACME-2TM3... 16.7 4.2 1.95 1%-5 CGMC12C17-50-9-3
9VISSTACME-3TMS... 1%4-5 GMC20W17-30-9:3
TIVI4STACME-1TM3... 1%-4
11VI4STACME-2TM3... 1-4 CGMC14C22-60-11-3
v 4 20.8 55 2.6 CGMC15C22-65-11-3
11VI4STACME-3TM3... -4 GMC25W22-45-11-3
11VIASTACME-4TM3... 2-4
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Vertical Toolholders - Weldon Shank

MiniPro

D1
P~ T [ ,,,,,,,,,,,,,,,,,,,,, s, VI ‘ i
L= ' I 1 ] 1 l
L1 )

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

Spare Parts
Insert Style Ordering Code Dimensions mm / o~
Toolholder L L1 D D1 D2* | InsertScrew | Torx Key Blade Handle
v GMC20W13-25-7-3 95 25 20 9 105127 (h%llgl.onx%_.g%) K2T - -
ov GMC20W17-30-93 105 30 0 N5 13167 | et hies - Blade | Smart Handle
1 GMC25W22-45-113 115 45 25 15 178208 AT . Blade | Smart Handle

*

For Correct Clamping:

9V

1MV

The tool cutting diameter (D2) is defined by the insert (See pages 298-300).

Curved Surfaces

Identification Mark

zl
¢

\

>
<\

Always mount insert with the identification mark between the two curved surfaces on the toolholder.
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Vertical Toolholders - Carbide Cylindrical Shank

D1
{ R
- Z”C iiii:iiiiiii:ii:i:i:iiiiiii:iiii1 D \w D2
=5
e Llmax) —— < L3(min)
L
Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter
Holding Device
L3 (min)
Spare Parts
Insert Style Ordering Code Dimensions mm / -~
Toolholder L L1 L3(min) D D1 D2* | Insert Screw Torx Key Blade Handle
CGMC8C13-40-7-3 40 18 8 SN2TE-M1
v 115 9 105-127 K2T S S
CGM(C9C13-45-7-3 45 20 9 (M3.0x0.5x9)
CGMC11.5C17-50-9-3 50 25 15 SN3T15-M2 Blade Smart Handle
V CGMC12C17-50-9-3 122 50 26 12 15 13671 (11450 74135) i T15-14 /X2
CGMC14C22-60-11-3 60 30 14 SN4T20-M3 Blade Smart Handle
W Tomasaresns . e 3 s 0 7808 wsosas — T20-% X2

*  The tool cutting diameter (D2) is defined by the insert (See pages 298-300).

For Correct Clamping:

9V

11V

Curved Surfaces

Identification Mark

Always mount insert with the identification mark between the two curved surfaces on the toolholder.
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Partial Profile 60°

MiniPro

Internal
r*
Internal _
0 ﬁ
‘.\\v&
— IC
External
Mini L Style U Style U Style A Style
2UIDM60 TM...
2UIDD60 TM...
L Style
Insert Size Pitch Ordering Code Dimensions mm
IC L mm mm tpi Internal r¥ Toolholder
5.'OL i 0.5-1.5 48-16 S5LIDA60OTM... 0.04 TM.SC..50
(Mini L) 1020 2411 5LIDN60TM.. 0.06 CTM. 5C..5L
U Style
Insert Size Pitch Ordering Code Dimensions mm
IC L mm mm tpi Internal r* Toolholder
0.5-15 48-16 2UIDAGOTM... 0.05 TM.SC..2U
1520 16-12 2UIDB60TM... 0.06 CTM.5C..2U
L . 2025 9-12 2UIDD60TM... 0.11 S
2UIDM6E0 TM.. 25 10 2UIDM60TM... 0n
2UIDD60 TM...
TM.SC..2U
2.5-40 10-6 2UIDC60TM... 0.14 CTM. <o
1.5-2.0 16-12 3UIDB6OTM... 0.06
3/8"U 16 25-35 10-7 3UIDE6OTM... 0.14 TM.SC..3U
4.0-6.0 6-4 3UIDH60TM... 0.25
1/2"U 22 6.0-8.0 4-3 4UIDK60TM... 030 TM.SC D..4U
A Style
Insert Size Pitch Ordering Code Dimensions mm
IC L mm mm tpi Internal r¥ Toolholder
1/4"A 1 1.5-3.0 16-8 2AIDP6OTM... 0.06 TM.SC..2A
3/8"A 16 2.0-4.0 12-6 3AIDT60TM... 0.08 TM.SC..3A

U Style
For Large Pitches

A Style
For Shorter .2

I *  The indicated radius (r) refers to the insert nose radius only.

Mini-L Style
For Small Bores and Short L2

wvvarqus| sos |
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Partial Profile 55°

Internal
Internal
55°
External
Mini L Style U Style
L Style
Insert Size Pitch Ordering Code Dimensions mm
IC tpi Internal *r Toolholder
5.0L TM.SC..5L
(Mini L) 26-14 5LIDR55TM... 0.10 CTM.<C 51
U Style
Insert Size Pitch Ordering Code Dimensions mm
IC L mm tpi Internal *r Toolholder
48-16 2UIDA55TM... on
p TM.SC..2U
1/4"U 1 16-12 2UIDB55TM... 0.08 CTM <C.oU
1-7 2UIDL55TM... 0.24
16-12 3UIDB55TM... 0.08
3/8"U 16 -7 3UIDL55TM... 0.24 TM.SC..3U
6-4 3UIDH55TM... 0.27
1/2"U 22 4-3 4UIDK55TM... 0.50 TM.SC D..4U

U Style Mini-L Style
For Large Pitches For Small Bores and Short L2

I *  The indicated radius (r) refers to the insert nose radius only.
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ISO Metric

Internal

1/4P  Internal

IC —

<
1/8P External

TDelfined by:|R2626(%'|\-‘| ) Mini L Style Mini L Style U Style
olerance class: 69 5LI2.0ISOTM...
L Style
Insert Size Pitch Ordering Code Toolholder Cutting Diameter D2 (mm)
IC mm Internal Toolholder Adjusted D2
1.0 5LIT.0ISOTM...
50L TM.SC..5L .
(Mini L) 13 SO CTMSC..5L
5LI2.0150 TM... 2.0 5LI2.0ISOTM... -
U Style
Insert Size Pitch Ordering Code Toolholder Cutting Diameter D2 (mm)
IC L mm mm Internal Toolholder * Adjusted D2
TM2SC25W23-70-2U;
1.5 2UI1.51SOTM... TM3SC25W26-80-2U; For 1.51SO change D2 to D2-1.0
TM4SC32W31-95-2U;
1/4"U 1 TM25C18C23-86-2U;
TM35C20C26-105-2U;
TM4SC25C31-115-2U;
2.0 2U12.0I1SOTM... CTM3SC20C26-110-2U; For 2.01SO change D2 to D2-1.15

CTM45C25C31-135-2U

*  Correct the toolholder cutting diameter D2 according to adjustment, as indicated in the above table.

U Style Mini-L Style
For Large Pitches For Small Bores and Short L2
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Contents Thread Turning Thread Milling MiniPro

American UN - uNC; UNF; UNEF; UNS

Internal

1/4P  Internal

1/8P External

Defined by: ANSI B1.1:74 Mini L Style Mini L Style U Style
Tolerance class: 2A/2B 5LIT4UNTM...
SLIT2UNTM...
L Style
Insert Size Pitch Ordering Code Toolholder Cutting Diameter D2 (mm)
IC tpi Internal Toolholder Adjusted D2
18 S5LITBUNTM...
50L 16 SLIGUNTM... TM.SC..5L _
(I\/Hni L) 14 5LIT4UNTM... CTM.SC..5L
SLIT4UNTM...
5LII2UNTM... 12 S5LI2UNTM...
U Style
Insert Size Pitch Ordering Code Toolholder Cutting Diameter D2 (mm)
IC L mm tpi Internal Toolholder * Adjusted D2

TM2SC25W23-70-2U;
14 2UIM4UNTM... TM3SC25W26-80-2U; For 14UN change D2 to D2-1.06
TMA4SC32W31-95-2U;
TM25C18C23-86-2U;

1/4"U 11 TM35C20C26-105-2U;

TM45C25C31-115-2U;
12 2UNM2UNTM... CTM35C20C26-110-2U; For 12UN change D2 to D2-1.15
CTM45C25C31-135-2U

*  Correct the toolholder cutting diameter D2 according to adjustment, as indicated in the above table.

1] |

il

MR

||

U Style Mini-L Style
For Large Pitches For Small Bores and Short L2
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Contents

NPT

Thread Turning Thread Milling MiniPro

External / Internal

Defined by: USAS B2.1:1968

Tolerance class: Standard NPT Mini L Style U Style
L Style
Insert Size Pitch Ordering Code Toolholder Cutting Diameter D2 (mm)
IC tpi External/Internal Toolholder Adjusted D2
5.0L TM.SC..5L
(Mini L) 18 BRI CTMSE.5L -
U Style
Insert Size Pitch Ordering Code Toolholder Cutting Diameter D2 (mm)
IC L mm tpi Internal/External Toolholder * Adjusted D2
TM1SC16W15-40-2U;
CTM1SC08C15-40-2U; 14.59
CTM1SC11C15-60-2U
14 2UEI4NPT-TM...
TM2SC25W21-60-2U;
CTM2SC14C21-65-2U; 2049
CTM25C16C21-80-2U
TM2SC25W23-70-2U; 2263
1/4"U " TM25C18C23-86-2U :
TM3SC25W26-80-2U;
TM35C20C26-105-2U; 25.63
15 2UENT5NPT-TM... CTM3SC20C26-1102U
TM4SC32W31-95-2U;
TM4SC25C31-115-2U; 30.63
CTMA4SC25C31-135-2U
TM3SC32W36-95-3U;
TM3SC32W36-145-3U; 35.65
TM3SC25C36-125-3U; ’
15 3UENT5NPTTM TM35C28C36-144-3U
‘ ‘ TM4SC40W42-120-3U; 15
TM4SCD42-16-3U :
TM5SCD48-22-3U 4715
3/8"U 16 TM35C32W36-95-3U;
TM3SC32W36-145-3U; 3565
TM3SC25C36-125-3U; :
TM3SC28C36-144-3U
8 3UEIBNPT-TM... TMASC40W42-120-3U; A
TM4SCD42-16-3U )
TMS5SC-D48-22-3U 4715
TM6SC-D56-22-3U 55.15
TM6SC-D88-27-4U 88.06
1/2"U 22 8 4UEIBNPT-TM...
TM7SC-D98-32-4U 98.06

¥ Correct the toolholder cutting diameter D2 according to adjustment, as indicated in the above table.

U Style
For Large Pitches

Mini-L Style
For Small Bores and Short .2
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Contents

Trapez

Thread Turning Thread Milling MiniPro

Internal

30° Internal
KN

External
Defined by: DIN 103 . "
Tolerance class: 7e/7H Mini L Style 3/8"L
L Style
Insert Size Pitch Ordering Code Application
IC mm Internal Internal Toolholder
2.0 S5LI2.0TR-1TM... TR16x2, TR20x2
500 b TMSC..5L
(Vini L) 20 5LI2.0TR2TM.. TRI8X2 CTM.SC.5L
TM1SC25W21-50-3L;
6.0 3LI6.0TR-1TM... (TR30-36)x6 CTMISCA"C217531.
6.0 3L16.0TR-2TM... (TR115-130)x6 TM7SCD80-32-3L
" TM2SC25W28-75-3L;
3/8"L 7.0 3LIZ0TRTM... (TR38-44)x7 CTMV25C18C28-100-3L
TM3SC32W33-90-3L;
8.0 3LI8.0TR-1TM... (TR46-52)x8 CTM3SC 2003312031
8.0 3LI8.0TR-2TM... (TR175-240)x8 TM75SCD80-32-3L
U Style
Insert Size Pitch Ordering Code Application
IC L mm mm Internal Internal Toolholder
50 2UI3.0TR-1TM... (TR22-TR30)x3
' 2UI3.0TR-2TM... (TR32-TR60)x3
2UI4.0TR-1TM... (TR20-TR28)x4
1/4"U 11 4.0 See pages 312-319
2U14.0TR-2TM... (TR65-TR110)x4
<0 2UI5.0TR-1TM... TR22x5; TR28x5
’ 2UI5.0TR-2TM... TR24x5; TR26x5
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Contents Thread Turning

American ACME

Thread Milling MiniPro

Internal
29° Internal
¥\

External
Defined by: ANSI B1.5: 1988 ”
Tolerance class: 3G 3/87L
L Style
Insert Size Pitch Ordering Code Application
IC tpi Internal Internal Toolholder
5 3LISACMETM... 1'/4-5ACME
TM1SC25W21-50-3L;
3LI4ACME-1TM... 1%-4ACME CTMISCIA"CaT75.31
3LI4ACME-2TM... 1'4-4ACME
4
TM2SC25W28-75-3L;
e 3LI4ACME-3TM... 1%-4ACME CTM25C18C28-100-3L
3LI4ACME-4TM... 2-4ACME
3LIBACME-TTM... 2'/4-3ACME
) TM35C32W33-90-3L;
CTM3SC20C33-120-3L
3 3LI3ACME-2TM... 2'4-3ACME
3LI3ACME-3TM... 2%-3ACME
Stub ACME
Internal
29° Internal
External
Defined by: ANSI B1.8: 1988 ”
Tolerance class: 2G 3/8"L
L Style
Insert Size Pitch Ordering Code Application
IC tpi Internal Internal Toolholder
5 3LISSTACMETM... 1/4-5STACME
TM1SC25W21-50-3L;
3LI4STACME-TTM... 1%-4STACME CTMISC 14"C21-75.31.
4 3LI4STACME-2TM... 14-4STACME
3/8"L 3LI4STACME-3TM... 2-4STACME
3LI3STACME-1TM... 2'4-3STACME
) TM35C32W33-90-3L,;
CTM35C20C33-120-3L
3 3LI3STACME-2TM... 21/4-3STACME
3LI3STACME-3TM... 2%-3STACME
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Contents Thread Turning Thread Milling

MiniPro

American Buttress

Internal

0.16316P,
External

Defined by: ANSI B1.9.1973

e—— |C —>

Tolerance class: Class 2 Mini L Style 3/8” L 5/8V
L Style
Insert Size Pitch Ordering Code Application
IC tpi Internal Internal Toolholder
Wy TM25C16W14-35-5L-ABUT
0.875"-4.0" ABUT CTM25C10C14-50-5L-ABUT
16 5LI6ABUT-TM...
125"4.0" ABUT TM3SC20W18-45-5L-ABUT
o CTM3SC14C18-65-5L-ABUT
- TM25C16W14-35-5[-ABUT
50L 5 SLIABUTT 087560 ABUT CTM25C10C14-50-51-ABUT
(Mini L) 15 AU TM3SC20W18-45-5L-ABUT
£T@ CTM3SC14C18-65-5-ABUT
bs TM25C16W14-35-5L-ABUT
o SLOABUTT 0.875"16.0" ABUT CTM25C10C14-50-5L-ABUT
125"16.0" ABUT TM3SC20W18-45-5-ABUT
: ; CTM3SC14C18-65-5L-ABUT
W g TM25C25W26-80-3L-ABUT
1.75"-4.0" ABUT
TM25C20C26-105-3L-ABUT
16 3LII6ABUT-TM... CIM25C20C26-1053LABU
2.5"-4.0" ABUT TM35C32W35-105-3L-ABUT
Vo TM25C25W26-80-3L-ABUT
1.75-6.0" ABUT CTM25C20C26-105-3L-ABUT
5 3LT2ABUTTM.. 2.5"-6.0" ABUT TM3SC32W35-105-3L-ABUT
3.0-6.0" ABUT TM55CD48-22-3L-ABUT
4.0"-6.0" ABUT TM65CD58-27-3L-ABUT
" TM25C25W26-80-3L-ABUT
1.75-6.0" ABUT CTM25C20C26-105-3L-ABUT
10 3LIT0ABUT-TM.. 2.5"-6.0" ABUT TM3SC32W35-105-3L-ABUT
3/8'L 3.0"-6.0" ABUT TM5SCD48-22-3L-ABUT
4.0"-6.0" ABUT TM65CD58-27-3L-ABUT
Vo TM25C25W26-80-3L-ABUT
1.75-6.0" ABUT CTM25C20C26-105-3L-ABUT
. BT 2.5"6.0" ABUT TM3SC32W35-105-3L-ABUT
3.0-6.0" ABUT TM5SCD48-22-3L-ABUT
4.0"-6.0" ABUT TM65CD58-27-3L-ABUT
Y TM25C25W26-80-3L-ABUT
1.75-6.0" ABUT CTM25C20C26-105-3L-ABUT
. R 2.5"-6.0" ABUT TM3SC32W35-105-3L-ABUT
3.0-6.0" ABUT TM55CD48-22-31-ABUT
4.0"-6.0" ABUT TM65CD58-27-3L-ABUT
V Style
Insert Size Pitch Ordering Code Application
IC tpi Internal T Internal Toolholder
4 5VI4ABUT-TM... 5.5"24.0" ABUT TM65CD88-32-5V6-ABUT
5/8"V 3 5VI3ABUT-TM... 8 6.0"-24.0" ABUT
TM65CD88-32-5V8-ABUT
25 5VI2.5ABUT-TM... 10 7.0"-24.0" ABUT
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Contents Thread Turning

APl Round Casing & Tubing

Thread Milling MiniPro

Internal

1°47'

External

Defined by: API STD. 5B:1979
Tolerance class: Standard APl RD

U Style
Insert Size Pitch Ordering Code Toolholder Cutting Diameter D2 (mm)
IC L mm tpi Internal Toolholder * Adjusted D2
TM2SC25W23-70-2U 2144
TM25C18C23-86-2U 21.74
" TM3SC25W26-80-2U
1/4"U il 10 2UITOAPIRDTM... TM35C20C26-105-2U 2444
TM4SC32W31-95-2U
TM4SC25C31-115-2U 2L
TM3SC32W36-95-3U
TM3SC32W36-145-3U 347
TM3SC25C36-125-3U ’
TM35C25C36-125-3U
3/8"U 16 8 3UIBAPIRDTM... TM4SC40W42-120-3U 402
TM4SCD42-16-3U :
TM5SCD48-22-3U 46.2
TM6SCD56-22-3U 54.2

I *  Correct the toolholder cutting diameter D2 according to adjustment, as indicated in the above table.
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Contents Thread Turning Thread Milling MiniPro

Standard Toolholders - Weldon Shank (U Style)

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

Weldon Shank for U Style Inserts

Spare Parts

) ) ) . No. of
Insert Size Ordering Code Dimensions mm Eluies
IC L L1 L2 D D1 D2 z Insert Screw Torx Key
TMISC16W15-40-2U 9% 40 16 no 1475 1
TM25C25W21-60-2U 123 60 25 160  20.65% 2
140 TM25C25W23-70-2U 135 70 54 25 177 230 2 SN2T HK2T
TM3SC25W26-80-2U 147 80 25 204 260 3
TMA4SC32W31-95-2U 164 95 3 257 310 4
TM3SC32W36-95-3U 166 95 32 200 365 3 .
3/8'0 TM3SC32W36-145-3U 225 145 80 EY) 280 365 3 HK3T
TMA4SC40W42-120-3U 201 120 40 342 420 4 SN3T
Weldon Shank (U Style) Applications
Thread Applications for Partial Profile Inserts
Toolholder Min. Thread Dia.
D2 SO Coarse ISO Fine UNC UN/UNF/UNEF/UNS BSP (G)  Partial 55° Trapez
%19, Wied; %12
o MIBX25  MI6X05 MI6X075MI6XI.0; 5, 1 %-32UN;%-28UN; %-27UNS; Vis24UN: /5120 /e 712 qRodya:
TMISCIEW1S-402U 147" Magy30' M17x1.25Mi7x1 5:M17x20 4710 14c20UN; W T6UN, %-14UNS %-120N - 71 77200 - qRoga
, , , 18 7-32UN; 7%-28UN; 7%-27UNS; %-24UNS; _1-26;1-20; 1-16;
TMSC2W21-602U 2065 Mags MoDOSMIzOS MO 105 %-20UNEF, 1-I8UNS; S4s-16UN; 1-14UNS; 7414 112,110, 1 %9, ngg)éxg
: 20 i 9 1%6  %e-12UN: 1-10UNS 1-8;1 Vo7
M27x3.0;  M24x0.5; M24x0.75; M25x1.0; 1-32UN: 1-28UN; 1-27UNS; 1-24UNS, 0 1267 120; 1-16;
TM2SC25W23702U 230 M30x3.5; M25x1.25,M26x1.5;M26x2.0; 1%7  1-20UNEF; 1-18UNS; 1-16UN; 1-14UNS; 471 1412, 14-9; -
M36x40  M27x2.5 1-12UNF; 1%-10UNS; 1%-8UN 17
V3035 M2XO5MZX0T5M28KI0; 4y, 5. 1%4-28UN; 1/6-24UNS; 1%-20UN; ga VA261420;
TM3SC2SW26-802U 260  \iagaag:  M28X1.25 MBI 5;M29x20; 177 1-1BUNEF; 1/4-16UN; 1%4-14UNS; T 1416 112 -
Y M30x2.5; M30x3.0 0 1}4-12UNF; 14-10UNS; 1%6-8UN 1%e-8; 147
M32x0.5; M32x0.75; M33x1.0; 1%6-28UN; 1%-24UNS; 1%-20UN; 1%-26; 1%-20;
TMASC32W31-052U 310 M36X40 M33x1.25M33x1.5:M34x20: 1%-6  1%6-18UNEF; 1%e-16UN; 1%-14UNS;  1%-11  1%-16; 1%-12; -
M34x2.5; M35x3.0; M36x3.5 1%-12UNF; 1%-10UNS; 1%-8UN 1768
M42X4.5} . . _C. 5/ 1A 154_17-
TMSCOWI6-953U 5o MABKSD; Maoks a2t A2 16 16UN; 1%-14UNS; 1% 12UN; o )
TM3SCIW36-14530 %2 MS6X55  \iasns 2 piaoaa.o A 1%-10UNS; 1%-8UN; 1%-6UN el 178, 14-6;
M64x6.0 i ‘ : 175
M48x5.0; M45x1.5; M45x2.0; . . . . 17-16; 176-12;
TMASCAOWAZ1203U 420  MS6x5.5 M46x2.5 M48X3.0; Syl 17 10N, 1 1A 194 TUN, 611 18, 216, .
M64x6.0  M48x3.5: M48x4.0 ’ 1e-SUN; 176 245

I *  For TRinserts use the CNC program (D2+0.25mm).
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Contents Thread Turning Thread Milling MiniPro

Weldon Shank (U Style) Applications (cont

Thread Applications for Full Profile Inserts (ISO & UN)

Toolholder Cutting ' . :
Toolholder Diameter D2 (mm) Pitch Min. Thread Dia.
* Adjusted D2 mm tpi ISO Fine UN/UNF/UNEF/UNS

220 1.5 - M26x1.5 -

21.85 20 - M26x2.0 -
TM2SC25W23-70-2U

2194 - 14 - 1-14UNS

21.85 - 12 - 1-12UNF

25.0 1.5 - M28x1.5 -

24.85 2.0 - M29x2.0 -
TM3SC25W26-80-2U

2494 - (2 - 1 1/8-14UNF

24.85 = 12 - 1 1/8-12UNF

30.0 15 = M33x1.5 .

29.85 2.0 = M34x2.0 =
TM4SC32W31-95-2U

2994 = 14 - 1 3/8-14UNS

29.85 - 12 - 1 3/8-12UNF

Thread Applications for Full Profile Inserts (NPT)

Toolholder Bgl@gg%%%g&? Pitch Cylindrical or Conical Pre-Drilled Hole Cylindrical Pre-Drilled Hole

**NPT Threading by 2

* Adjusted D2 tpi NPT Threading by 1 Radial Pass Radial Passes (50% / 50%)

TM1SC16W15-40-2U 14.59 14 1/2-14NPT: 3/4-14NPT
TM2SC25W21-60-2U 2049 14 3/4-14NPT
TM25C25W23-70-2U 2263 115 1-11.5NPT: 1 1/4-11.5NPT: 1 1/2-11.5NPT: 2-11.5NPT =
TM35C25W26-80-2U 2563 115 1-11.5NPT; 1 1/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT -
TM4SC32W31-95-2U 30.63 1.5 11/4-11.5NPT: 1 1/2-11.5NPT; 2-11.5NPT -
TMESC3236-95-31 3565 115 11/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT -
TM3SC32W36-145-3U
TM3SC32W36-95-3U

35.65 8 - 2 1/2..10-8NPT
TM3SC32W36-145-3U
TM4SC40W42-120-3U 4115 1.5 11/2-11.5NPT; 2-11.5NPT -
TM4SC40W42-120-3U 4115 8 - 21/2..10-8NPT

** When the pre-drilled hole for 8NPT is conical, the thread can be machined in one pass.

Thread Applications for Full Profile Inserts (APl Round)

Cylindrical or Conical Pre-Drilled Hole

Toolholder Cutting g ik : Conical Pre-Drilled Hole
Toolholder 4 Pitch (for cylindrical 2 radial passes 50%/50%;
Diameter D2 (mm) for conical one radial pass) only (one pass)

* Adjusted D2 tpi Thread Dia.
1.05x10APIRD (for UP TBG; UP TBG Long);
TM2SC 25W23-70-2U 2144 1.315..1.66x10APIRD
(for TBG; UP TBG; UP TBG Long; Integral-Joint TBG)
TM35C 25W26-80-2U 2444 ° (]f§r6T826876>F<’W'PBAGP|FL<J% TBG Long; Integral-Joint TBG) _
TM45C 32W31-95-2U 2944 (1fo6r6T8365>L<JI30'IABPéRBP TBG Long; Integral-Joint TBG)
TM3SC 32W36-95-3U . i?SS;38?&7|35\>F<{%A(i(|§[i((:f36r556 TBG; UP TBG; UP TBG Long); _
TM3SC 32W36-145-3U 8 3,2757622%;%&%[;% ((l;grr E(S:EG‘)FBG UP TBG; UP TBG Long); 8.625,AA2Eé§é;)|RD (for
TS DA or S5 THG UPTEG WP TEGLOns) s gor 55

I *  Correct the toolholder cutting diameter D2 according to adjustment, as indicated in the above table.

Winvargus| s |



Contents Thread Turning Thread Milling MiniPro

Standard Toolholders - Carbide Cylindrical Shank (U Style)

L3 (min)—>

L2

L1 (max)——— >

L

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

Carbide Cylindrical Shank for U Style Inserts Spare Parts
Insert Size Ordering Code Dimensions mm H?J‘tgsf . ,
IC L L1 (max) L2 L3 (min) D D2 z Insert Screw Torx Key
CTM1SC08C15-40-2U 109 40 18 8 14.75% 1
CTM1SC11C15-60-2U 120 60 >4 25 10.7 14.75% 1
CTM2SC14C17-65-2U** 132 65 34 30 14 17.9%* 2
1/4"U CTM25C14C21-65-2U 136 65 30 14 20.65% 2 SN2T HK2T
CTM25C16C21-80-2U 135 80 o4 34 16 20.65% 2
CTM3SC20C26-110-2U 165 110 40 20 26.0* 3
CTMA4SC25C31-135-2U 186 135 46 25 31.0% 4

*  For TRinserts use the CNC program (D2+0.25mm).
** To be used only with inserts 2UIDD60TM... or 2UIDM60TM...
For insert 2UIDD60 TM... use the CNC program (D2+0.7mm).

Holding Device

L1(max)

Maximum Overhang L3 (min)
Minimum Length

The overhang-to-bar diameter ratio should be as small as possible to eliminate the chance of chatter (vibration).
The minimum length inside a holding device should be 2 times the diameter of the bar shank.
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Contents Thread Turning Thread Milling MiniPro

Carbide Cylindrical Shank (U Style) Applications

Thread Applications for Partial Profile Inserts

Toolholder Min. Thread Dia.
D2 I150Coarse  ISO Fine UNC UN/UNF/UNEF/UNS BSP(G) Partial 55° Trapez
CTM1SC08C15-40-2U 14.75* 2 MI6X1.0; M17x1.25; 7270 179 1146 24UNEF; "46-20UN; e-16UN; " A ; b
M30x3.5; Mo & ML Ty il T 11 %12 %11, %-10; TR24X5; TR26X5;
M36x4.0 > ~ 1%6 ! e %-9; 1-8; 1%-7 TR28x5
Migxa 5. MI6X05 MI6X075; 5, 1o %-32UN; %-28UN; %-27UNS; . R
CTMISCTICI5-60-2U 1475+ \IZXE7 M16x1.0; M17x1.25; 7700 o Wic-24UNEF; 1ie-20UN; T e T, TR, TR24X3
©OMI7X15 MI7x2.0 77 Wie-16UN; %-14UNS; "ie-12UN ng
CTM2SCI4CT7-652U 172 M3OX2:2: M21x2.0 %9 7-10UNS; %-12UN - - -
M24x3.0; M22x0.5; M22x0.75; 1-8; 7%-32UN; 7-28UN; 7%-27UNS; %-24UNS; 5, +,. 126; 1-20; 1-16; 11y - , ,
CTM25C14C21-652U 20.65* M30x3.5 M22x1.0; M23x1.25 1%7;  7-20UNEF; 1-18UNS; %eT6UN; 1-14UNS; 1% 1-12; 1-10; 114-5; ggggl&%ﬁﬁ%@ﬁ
M36x4.0 M23x1.5: M23x20 1%-6  '%6-12UN; 1-T0UNS 1-8; 147 '
Moax3,0; M22X05 M22X075; 1-8; %4-30UN; %4-28UN; %-27UNS; %4-24UNS; o, 1, 126, 1-20; 1-16;
CTM2SCI6C21-80-2U 20,65 W50 M22x1 0 M23X1.25; 1467, 4-20UNEF; 118UNS; s 16UN; T-14UNS; /177 1-12; 1-10; 1%4-9; (TR26-TR60)x3
© M231.5 M23x20 1%-6  '%e-12UN; 1-10UNS 18, 1%-7
M27%0.5; M27X0.75;
, ; o 1%-28UN; 1/4-24UNS; 1%-20UN; o 1/26; 11-20; ]
CTM3SC20C261102U 26 paoxdr M2BLO MABIS AT 1y 1BUNEF; 14-T6UN; 14-14UNS; 408 16, 1012, (TREOTROONS
: 5 0:(1% 1%-12UNF; 1%-10UNS: 176-8UN 8, 17 )X
M30x2.5; M30x3.0 ; / ,
M32x0.5; M32x0.75;
M33x1.0; M33x1.25; 1%6-28UN; 1/4-24UNS; 1%-20UN; 1%6:26; 1620 (TRo0 TR60)3
CTMASC25C313520 31 M36XA0 M33x1.5 M34x20; 1/-6  1/-18UNEF; T-16UN: T%6-4UNS; 1041 1616, 1612 (oo 1oy ones
M34x2.5; M35x3.0; 1%-12UNF; 1%-10UNS; 175-8UN 176-8
M36x3.5
*  ForTRinserts use the CNC program (D2+0.25mm).
** To be used only with inserts 2UIDD60TM... or 2UIDM60TM...
For insert 2UIDD60 TM... use the CNC program (D2+0.7mm).
Thread Applications for Full Profile Inserts (ISO & UN)
Toolholder Cutting ; g q
Toolholder Dimiar 00 (7 Pitch Min. Thread Dia.
* Adjusted D2 mm tpi ISO Fine UN/UNF/UNEF/UNS
25.0 15 - M28x1.5 -
24.85 20 ] M29x2.0 -
CTM35C 20C26-110-2U
2494 - 14 - 1 1/8-14UNS
24.85 ] 12 - 1 1/8-12UNF
30.0 15 . M33x1.5 .
29.85 20 - M34x2.0 -
CTMASC 25C31-135-2U
2994 ] 14 - 1 3/8-14UNS
29.85 - 12 - 13/8-12UNF

*

Correct the toolholder cutting diameter D2 according to adjustment, as indicated in the above table.

Thread Applications for Full Profile Inserts (NPT)

Toolholder Egmgigreb%%ﬂ:n? Pitch Cylindrical or Conical Pre-Drilled Hole Cylindrical Pre-Drilled Hole
A . NPT Threading NPT Threading
Adjusted D2 el by 1 Radial Pass by 2 Radial Passes (50% / 50%)

CTM1SC08C15-40-2U

Py——— 14.59 14 1/2-14NPT; 3/4-14NPT

CTM1SC11C15-60-2U

CTM25C14C21-65-2U

e 2049 14 3/4-14NPT =
CTM25C16C21-80-2U

CTM3SC20C26-110-2U 25.63 1.5 1-11.5NPT; 1 1/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT -
CTM4SC25C31-135-2U 30.63 1.5 11/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT =

*

Correct the toolholder cutting diameter D2 according to adjustment, as indicated in the above table.
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Standard Toolholders - Steel Cylindrical Shank (U Style)

Contents Thread Turning Thread Milling MiniPro

<«~— L3 (Min) ——

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

Steel Cylindrical Shank for U Style Inserts Spare Parts
Insert Size Ordering Code Dimensions mm No. of Flutes / ,
IC L L1 (max) L2 L3 (min) D D2 z Insert Screw Torx Key
TM25C18C23-862U 166 86 40 18 233 2
/4" TM35C20C26-1052U 186 105 54 40 20 26 3 SN2T HK2T
TM45C25C31-1152U 196 15 46 25 31 4
TM35C25C36-125-3U 193 125 46 25 36.5 3
3/8"U 80 SA3T HK3T
TM35C28C36-144-3U 222 144 60 28 36.5 3
Steel Cylindrical Shank (U Style) Applications
Thread Applications for Partial Profile Inserts
Toolholder Min. Thread Dia.
D2 ISO Coarse SO Fine UNC  UN/UNF/UNEF/UNS BSP(G) Partial 55°
1-32UN; 1-28UN; 1-27UN;
_ | M24x0.5; M25x0.75; M25x1.0; 1-24UNS; 1-20UNEF; L 126, 1-20;
TM2SC18C23-862U 233 Mapas M0 s 25 MaexT 5 M26x20; 147 1-18UNS; 1-16UN; A Vels; 142
~ M27x2.5 1-14UNS: 1Vie-12UN; 14-9; 17
1%-10UNS; 1%4-8UN
1/4-28UN; 1/4-24UNS;
M27x0.5; M27X075; M28X1.0; 4, 5 1/-20UN: 14-18UNEF; 0 1%6-26; 1/4-20;
TM35C20C26-10520 26 M30x3.5; M36x40  M28x1.25; M28x1.5; M29x2.0; 13, ¢  1%-16UN; 1/6-14UNS; T 1716 e
M30x2.5; M30x3.0 *® 1%4-12UNF; 1%-10UNS; %6-8; 17
176-8UN
1%6-28UN; 1/2-24UNS;
M32x0.5; M32x0.75; M33x1.0; 1/5-20UN; 1/5-18UNEF; 1%626; 1%6-20;
TM4SC25C31-11520 31 M36x4.0 M33x1.25; M33x1.5; M34x2.0;  1%-6  1%-16UN: 1%-14UNS;  1%-11  1%-16; 1%-12;
M34x2.5; M35x3.0; M36x3.5 1%-12UNF; 1%-10UNS; 1%6-8
176-8UN
TMSCSC361253U 5 M4255 MABXS0; M39X1.5; MAOK2S; MAX3.0; s 1o tSuN Ieduler o o Jlr DL,
TM3SC28C36-144-3U : M56x5.5; M64x6.0  M42x3.5; M42x4.0 A7 I ' ¢ oo S
2/4-4 1%-8UN: 1%-6UN 1%5
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Contents Thread Turning Thread Milling MiniPro

Steel Cylindrical Shank (U Style) Applications (con

Thread Applications for Full Profile Inserts (ISO & UN)

Toolholder Bgmg{gfg%ﬂ% Pitch Min. Thread Dia.
* Adjusted D2 mm tpi ISO Fine UN/UNF/UNEF/UNS

22.00 15 - M26x1.5 _

TM25C18C23-86-2U 2185 20 - M26x20 -
2194 - 14 - 1-14UNS
21.85 . 12 - 1-12UNF
25.00 15 - M28x1.5 _
24.85 20 . M29x2.0 -

TM35C20C26-105-2U 24.94 - 14 - 1 1/8-14UNS
24.85 - 12 - 11/8-12UNF
30.00 15 - M33x1.5 -
29.85 20 - M34x2.0 -

TMA4SC25C31-115-2U 5994 - 0 - = ATE
29.85 - 12 - 13/8-12UNF

Thread Applications for Full Profile Inserts (NPT)

Toolholder TDOigmglgrengu(mpn? Pitch Cylindrical or Conical Pre-Drilled Hole Cylindrical Pre-Drilled Hole
. . NPT Threading **NPT Threading by 2 Radial
*
Hefied b tpi by 1 Radial Pass Passes (50% / 50%)

TM25C18C23-86-2U 22.63 1.5 1-11.5NPT; 1 1/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT -
TM3SC20C26-105-2U 2563 1.5 1-11.5NPT; 1 1/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT -
TM4SC25C31-115-2U 30.63 11.5 1 1/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT =
TM35C25€36-125-3U 35.65 ns 11/4-11.5NPT; 1 1/2-11.5NPT; 2-11.5NPT -
TM35C28C36-144-3U
TM3SC25C36-125-3U

35.65 8 - 2 1/2..10-8NPT

TM3SC28C36-144-3U
** When the pre-drilled hole for 8NPT is conical, the thread can be machined in one pass.

Thread Applications for Full Profile Inserts (APl Round)

Cylindrical or Conical Pre-Drilled Hole

Toolholder Cutting Conical Pre-Drilled Hole only

Toolholder : Pitch (for cylindrical 2 radial passes 50%/50%;
Diameter D2 (mm) for conical one radial pass) (one pass)
* Adjusted D2 tpi Thread Dia.
1.05x10APIRD (for UP TBG; UP TBG Long);
TM2SC 18C23-86-2U 21.74 1.315..1.66x10APIRD
(for TBG; UP TBG; UP TBG Long; Integral-Joint TBG)
10 1.66...2.875x10APIRD -
TM35C 20€26-105-2U 2444 (for TBG; UP TBG; UP TBG Long; Integral-Joint TBG)
1.66...3.5x10APIRD
IS 2552 2944 (for T8G; UP TBG; UP TBG Long; Inteqral-Joint TBG)
TM3SC 25C36-125-3U 247 o 2375..20x8APIRD (for CSG; TBG; UP TBG; UP TBG Long); 8:625--9:625X8APIRD (for LCSG)
TM35C 28C36-144-3U ' 4.5..7625x8APIRD (for LCSG) 8.625..20x8APIRD (for LCSG)

I *  Correct the toolholder cutting diameter D2 according to adjustment, as indicated in the above table.
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Shell Mill (U Style)

D1=Da
Combi Shell Mill
Adaptor is preferable

Adaptor not included

H
Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

Shell Mill for U Style Inserts Spare Parts
Insert Size Ordering Code Dimensions mm No. of Flutes l J’ /K
Ic DI D2 dH?) H L2 Z  |insertScrew| TorxKe Holder Screw Holder
Y Screwdriver
TM4SC-D42-163U 34 42 16 40 80 4 SAST-CS (M8x1.25x28)  TKST
38U TM5SC-D48-223U 40 48 22 40 80 5 SN3T HK3T
M10x1.50x35 -
TM6SC-D56-22-3U 48 56 22 40 80 6
TM6SC-DS827-4U 76 88 27 50 108 6 M12x1.75x40
1/2'U SA4T HK4T -
TM7SC-D98-32-4U 85 98 32 55 108 7 M16x2.0x40
Shell Mill (U Style) Applications
Thread Applications for Partial Profile Inserts
Toolholder Min. Thread Dia.
D2 ISO Coarse ISO Fine UNC UN/UNF/UNEF/UNS  BSP (G) Partial 55°
TMASC-DA2-16.3U © MIBQD  MasasMasa0MaeRS 245 TI6UN UNS 1% 12UN; 1y, g VA6, 1412 T,
VOO M4BGO MBS MIBAD 24 1%e-8UN; 1'%e-6UN -1 176,245
M52x1.5; M52x2.0;
MS56x5.5; ; ; 24-45  2-16UN; 2-14UN; 2-12UN; 2-16; 2V4-12; 2/4-8;
TM35C-D48-22:3U 48 M64x6.0 mg%g VS50 2h-4  2AI0UNS; 2%-8UN; 2-6UN 141 263530545, 34
21516, 216-12;
M60X1.5; M60X2.0; M60X2.5; 2% 16UN; 2% 1AUN; 2%-12UN; o 1 2158
e ADEE225 36 ME46.0  M60x3.0; M64x4.0 2h4 5 10UNS; 2%-8UN; 24-6UN 2711 23463531545,
444
TM6SC-D88-27-4U 88 - M95x6.0; M125x8 44 4%4UN - 43,4%4
TM75C-D98-32-4U 98 - M105x6.0; M125x8 - 4%4-4UN - 44
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Shell Mill (U Style) Applications (con

Thread Applications for Full Profile Inserts (NPT)

Toolholder Cutting Diameter

Toolholder 5 Pitch Cylindrical or Conical Pre-Drilled Hole Cylindrical Pre-Drilled Hole
% A . NPT Threading **NPT Threading by 2 Radial
Rl B2 tpi by 1 Radial Pass Passes (50% / 50%)
TM4SC-D42-16-3U 4115 11.5 1 1/2-11.5NPT; 2-11.5NPT -
TMA4SC-D42-16-3U 4115 8 - 2 1/2..10-8NPT
TM5S5C-D48-22-3U 4715 11.5 2-11.5NPT =
TM5SC-D48-22-3U 4715 8 - 2 1/2..10-8NPT
TM6SC-D56-22-3U 55.15 8 - 2 1/2..10-8NPT
TM6SC-D88-27-4U 88.06 8 31/2"..160D-8NPT 160D..240D-8NPT
TM7SC-D98-32-4U 98.06 8 4"..160D-8NPT 160D...240D-8NPT

** When the pre-drilled hole for 8NPT is conical, the thread can be machined in one pass.

Thread Applications for Full Profile Inserts (APl Round)

Toolholder

Toolholder Cutting Diameter

Cylindrical or Conical Pre-Drilled Hole

(for cylindrical 2 radial passes 50%/50%; Conical lPre-Drilled Hole only

D2 (mm) for conical one radial pass) (one pass)
* Adjusted D2 Thread Dia.
BT 2.875..20x8APIRD (for CSG; TBG; UP TBG; UP TBG Long);
VDAl 40.2 45..7625x8APIRD (for LCSG)
B BTy 3.5..20x8APIRD (for CSG; TBG; UP TBG; UP TBG Long);
TM5S5C-D48-22-3U 46.2 25.7625x8APIRD (for LCSG) 8.625..20x8APIRD (for LCSG)
TM6SC-D56-22-3U 549 4..20x8APIRD (for CSG; TBG; UP TBG; UP TBG Long);

4.5..7.625x8APIRD (for LCSG)

I *  Correct the toolholder cutting diameter D2 according to adjustment, as indicated in the above table.
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Contents Thread Turning Thread Milling MiniPro

Standard Toolholders - Weldon Shank (L Style - Mini L)

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

Weldon Shank for Mini-L Style Inserts

Spare Parts

Insert Size Ordering Code Dimensions mm No. of Flutes /
IC L L1 L2 D D1 D2 yA Insert Screw Torx Key
TM1SC16W13-29-5L 81 29 16 9.8 13.0 1
TM2SC16W14-33-51 85 33 1.1 16 10.3 13.5 2
Wiy TM3SC0W18-42-5L 9% 4 20 143 177 3 SNSLTR K7T
TM2SC16W14-35-5-ABUT 88 35 16 10.3 14.0 2
TM3SC20W18-45-51-ABUT 100 45 18 20 14.3 18.2 3
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Weldon Shank (L Style - Mini L) Applications

Thread Applications for Partial Profile Inserts

Toolholder Min. Thread Dia.

D2 ISO Coarse ISO Fine UNC UN/UNF/UNEF/UNS BSP (G) Partial 55° Trapez

M14x0.5; M14x0.75: M14.5x1.0 7e-32UN; %6-28UN, %o-27UNS;

TR16X2;

TMISC16W13-29-51 13 M16x2 , " 5411 %e24UNEF; %-20UN; %18UNF; %19 %-14
M15x1.5; M17x2.0 ST6UN: %-T4UNS; 7 120N TRI8X2
‘ , ‘ %-32UN; %-28UN: %-27UNS; .
TM2SCIOWI4-335L 135 Miex2  ppo MDKOISIMISKLOr 50 QaUNER %-200N; %-T8UNF;, %19 Wield  TRISK
i ~ %-16UN; %-14UNS; Vie-12UN
, , , %-32UN: %-28UN; 7%-27UNS;
TM3SC20W18-42-5L 177 - MIoX0.5; MIXO.75: MISXT.OF 34 24UNS; 46-20UNEF; 7-T8UNS;  5-14 - TR20X2
i : 6-16UN: 7%-14UNF; %6-12UN
Thread Applications for Full Profile Inserts (ISO, UN, NPT)
Toolholder Min. Thread Dia.
D2 ISO Fine UN/UNF/UNEF/UNS NPT
. . 7:-18UNF; %-16UN;
TMISC16W13-29-51 13 M14.5x1.0; M15x1.5; M17x2.0 S 14UNS, 130N %-18NPT
. . %-18UNF; %-16UN;
TM2SC16W14-33-5L 13.5 M15x1.0; M16x1.5; M17x2.0 S 14UNS, e TUN %-18NPT
TM3SC20W18-42-51 177 M19x1.0; M20x1.5; M20x2.0 7%-18UNS; %is-16UN; 7-14UNF; %e-12UN =
Thread Applications for Full Profile American Buttress Inserts
Toolholder Thread Dia.
D2 American Buttress
TM2SC16W14-35-51-ABUT ~ 14.0 (0.875"-4")-16; (0.875"-6")-12; (0.875"-16")-10
TM3SC20W18-45-51-ABUT ~ 18.2 (1.25"-4"-16; (1.25"-6")-12; (1.25"-16")-10
wvvarqus| s21 |
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Contents Thread Turning Thread Milling MiniPro

Standard Toolholders - Carbide Cylindrical Shank (L Style - Mini L)

<«~—L3 (Min)—>

L1 (max)

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

Carbide Cylindrical Shank for Mini-L Style Inserts

Spare Parts

Insert Size Ordering Code Dimensions mm No. of Flutes /
IC L L1 (max) L2 L3 (min) D D2 YA Insert Screw Torx Key
CTM1SC09C13-43-5L 109 43 20 9.5 13.0 1
CTM2SC10C14-50-5L 116 50 11 22 10 13.5 2
(M5i~2h) CTM35C14C18-65-51 132 65 30 14 17.7 3 SNSLTR K7T
CTM2SC10C14-50-5L-ABUT 116 50 22 10 14.0 2
CTM3SC14C18-65-5L-ABUT 132 65 187 30 14 18.2 3

Holding Device

UG

L1(max)

Maximum Overhang

L3 (min)

The overhang-to-bar diameter ratio should be as small as possible to eliminate the chance of chatter (vibration).
The minimum length inside a holding device should be 2 times the diameter of the bar shank.

Minimum Length
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Carbide Cylindrical Shank (L Style - Mini L) Applications

Thread Applications for Partial Profile Inserts

Toolholder Min. Thread Dia.

D2 ISO Coarse ISO Fine UNC UN/UNF/UNEF/UNS BSP (G) Partial 55° Trapez

716-32UN; %16-28UN; 16-27UNS;

M14X0.5: M14x0.75: M14.5x1.0; TRIGX2;
CTMISCO9C13-43-51 13 M16x2 ; ' " %11 %e24UNEF: %-20UN: % 18UNF,  %-19  %-14 ;
M15x1.5: M17x2.0 NN e TRIBX2
. . , %-32UN; %-28UN: %-27UNS; ‘
CTM25C10C14-50-51 135 Mis X0 MIDX05 MISXIO; %-24UNEF; %-20UN: %-18UNF, %19 Wield  TRISKZ
= : %-16UN; %-14UNS; "Vis-12UN
, , ‘ %-32UN; %-28UN; %-27UNS;
CTM3SC14C18-65-51 177 - MIoX0.5 MIZXQIS MIOXLO: 54 24UNS; ™/s-20UNEF, 74-T8UNS; 714 - TR20X2
5 : %5-16UN: 74-14UNF: ¥ie-12UN
Thread Applications for Full Profile Inserts (1ISO, UN, NPT)
Toolholder Min. Thread Dia.
D2 ISO Fine UN/UNF/UNEF/UNS NPT
. . 7:-18UNF; %-16UN;
CTMISC09C13-43-51 13 M14.5x1.0: M15x1.5: M17x2.0 RN IS %-18NPT
‘ . %-18UNF: %-16UN:
CTM25C10CT4-50-5L 135 M15x1.0: MI6x1.5; M17%2.0 JSONE oS0 %-18NPT
CTM3SC14C18-65-5L 177 M19x1.0; M20x1.5; M20x2.0 75-18UNS; %e-T6UN; 7-14UNF; %s-12UN -

Thread Applications for Full Profile American Buttress Inserts

Toolholder Thread Dia.
D2 American Buttress
CTM2SC10C14-50-5-ABUT ~ 14.0 (0.875"-4")-16; (0.875™-6")-12; (0.875"-16")-10
CTM3SC14C18-65-51-ABUT  18.2 (1.25"-4")-16; (1.25"-6")-12; (1.25"-16")-10
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Contents Thread Turning Thread Milling MiniPro

Standard Toolholders - Weldon Shank (L Style - 3/8”L)

ABUT Holder

L1

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

Weldon Shank for 3/8” L Style Inserts Spare Parts
Insert Size Ordering Code Dimensions mm No. of Flutes
IC Toolholder L L1 L2 D D1 D2 VA Insert Screw Torx Key
TM1SC25W21-50-3L 115 50 25 12.7 21.6 1 SN3T
TM2SC25W28-70-3L 135 70 70 25 18.1 28.5 2 SA3T
3/8"L TM35C32W33-90-3L 158 90 32 220 335 3 SN3T HK3T

TM25C25W26-80-3L-ABUT 143 80 47 25 201 264 2 o
TM3SC32W35-105-3L-ABUT 172 105 ' 32 28.0 355 3

Weldon Shank (L Style - 3/8” L) Applications

Thread Applications for Partial Profile Inserts

Toolholder Min. Thread Dia.
D2 Trapez American ACME Stub ACME
TM1SC25W21-50-3L 216 (TR30-36)x6 1V4=5; V-4 1Y-4 1V4-5; 13-4, 1V4-4
TM2SC25W28-70-3L 285 (TR38-44)x7 1%/4-4 =
TM3SC32W33-90-3L 335 (TR46-52)x8 2-4;2Yi-3; 2'5-3; 2%/4-3 2-4: 2Va-3; 2Y-3; 2%/4-3

Thread Applications for Full Profile American Buttress Inserts

Toolholder Thread Dia.
D2 American Buttress
TM2SC25W26-80-3-ABUT 264 (1.75"-4")-16; (1.75"-6")-12; (1.75"-6")-10; (1.75"-6")-8; (1.75"-6")-6
TM3SC32W35-105-3-ABUT 355 (2.5"-4")-16; (2.5"-6")-12; (2.5"-6")-10; (2.5"-6")-8; (2.5"-6")-6
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Standard Toolholders - Carbide Cylindrical Shank (L Style - 3/8” L)

ABUT Holder ABUT Holder

l—1L3 (min)ﬂ o
| D2
4/// l

E» L1 (max)4>l

L

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

Carbide Cylindrical Shank for 3/8” L Style Inserts Spare Parts
Insert Size Ordering Code Dimensions mm No. of Flutes
IC Toolholder L L1(max) L2 L3(min) D D2 Z Insert Screw Torx Key
CTM1SCA"C21-75-3L 115 75 40 12.7 21.6 1 SN3T
CTM25C18C28-100-3L 155 100 7.0 46 18 285 2 SA3T
3/8"L HK3T
CTM35C20C33-120-3L 176 120 46 20 335 3 SN3T
CTM2SC20C26-105-3L-ABUT - 172.5 105 4.7 40 20 264 2 SA3T
Carbide Cylindrical Shank (L Style - 3/8” L) Applications
Thread Applications for Partial Profile Inserts
Toolholder Min. Thread Dia.
D2 Trapez American ACME Stub ACME
CTM1SCA"C21-75-3L 21.6 (TR30-36)x6 a5, 16-4; 154 1%-5; 136-4; 15-4
CTM25C18C28-100-3L 28.5 (TR38-44)x7 13-4 =
CTM35C20C33-120-3L 335 (TR46-52)x8 2-4; 2Y4-3; 2V5-3; 2%/4-3 2-4; 2Y4-3; 2'2-3; 2%/4-3

Thread Applications for Full Profile American Buttress Inserts

Toolholder Thread Dia.
D2 American Buttress
CTM25C20C26-105-31-ABUT 264 (1.75"-4")-16; (1.75"-6")-12; (1.75"-6")-10; (1.75"-6")-8; (1.75"-6")-6

Holding Device

t
— R e L e I
|
LT(max)
Maximum Overhang L3 (min)

Minimum Length

The overhang-to-bar diameter ratio should be as small as possible to eliminate the chance of chatter (vibration).
The minimum length inside a holding device should be 2 times the diameter of the bar shank.
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Shell Mill (L Style -3/8"L)

L2 _ i i i
D1=Da - Combi Shell Mill Adaptor is preferable

N

D2 d(H7) D1

—

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

Shell Mill for 3/8” L Style Inserts Spare Parts
Insert Size Ordering Code Dimensions mm No. of Flutes ’
IC Toolholder D1 D2 d(H7) H L2 VA Insert Screw| TorxKey | Holder Screw
TM75C-D80-32-3L 69.2 80 32 55 70 7 M16x2.0x40
3/8"L TM55C-D48-22-3-ABUT 41.0 48 22 20 47 5 SA3T HK3T M10x1.50x35
TM6SCGD58-27-3L-ABUT 51.0 58 27 ' 6 M12x1.75x40

Shell Mill (L Style - 3/8” L) Applications

Thread Applications for Partial Profile Inserts

Toolholder Min. Thread Dia.

D2 Trapez American ACME Stub ACME

TM75C-D80-32-3L 80 (TR115-130)x6; (TR175-240)x8 - =

Thread Applications for Full Profile American Buttress Inserts

Toolholder Thread Dia.
D2 American Buttress
TM5SC-D48-22-31-ABUT 48 (3.0"-6")-12; (3.0"-6")-10; (3.0"-6")-8; (3.0"-6")-6
TM6SC-D58-27-3L-ABUT 58 (4.0"-6")-12; (4.0"-6")-10; (4.0"-6")-8; (4.0"-6")-6
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Shell Mill (5/8”V Style)

Thread Milling MiniPro

—>
D2

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

D1=Da - Combi Shell Mill Adaptor is preferable

Shell Mill for 5/8”V Style Inserts

Spare Parts

Insert Size Ordering Code Dimensions mm No. of Flutes / /\
Insert
IC Toolholder D1 D2  d(H7) H L2 z Insert T Torx Key | Holder Screw
TMESC-D88-32-5V6-ABUT  72.5 88 32 479 535 5VI4ABUT-TM...
5/8"V 51.7 850 5VI25ABUT-TM..|  SAST HK5T M16x2.0x40
TM6SC-D88-32-5V8-ABUT  72.5 88 32
50.0 710 6 5VI3ABUT-TM...

Shell Mill (5/8”V Style) Applications

Thread Applications for Full Profile American Buttress Inserts

Toolholder Thread Dia.
D2 American Buttress
TM6SC-D88-32-5V6-ABUT 88 (5.0"-24")-4

TM6SC-D88-32-5V8-ABUT 88

(6.0"-24")-3; (7.0"-24")-2.5

Tnvargus| sz |
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Standard Toolholders - Steel Cylindrical Shank (A Style)

<—L3 (Min)——>

L1 (max)

Coolant-Thru is recommended, especially when D2>0.7 x nominal thread diameter

Steel Cylindrical Shank for A-Style Inserts

Spare Parts
Insert Size Ordering Code Dimensions mm No. of Flutes / ,
IC L L1 (max) L2 L3 (min) D D2 z Insert Screw Torx Key
1/4"A TM3SC20C26-105-2A 184 105 30 40 20 26.0 3 SN2T HK2T
3/8'A TM3SC28C35-144-3A 218 144 4.0 46 28 353 3 SA3T HK3T

Steel Cylindrical Shank (A Style) Applications

Thread Applications for Partial Profile Inserts

Toolholder Min. Thread Dia.
D2 ISO Coarse ISO Fine UNC UN/UNF/UNEF/UNS BSP (G)
TM3SC28C35-144-3A 353 - M38x2.0; M39x2.5;

M39x3.0; M40x4.0 )

1%6-12UN; 1%-10UNS; 1%-8UN; :
1%-6UN

The length of cylindrical shank toolholders can be modified to reduce chatter (vibration).
Note: The length of the shank inside the clamping device should be L3 at minimum.
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Recommended Grades, Cutting Speeds Vc [lm/min] and Feed f [mm/tooth]

S . Feed* f [mm/tooth] by
z velm/min] Cutting Dia. (D2)
| z d
Materia T Hardness .
Group | = | Material Brinellhg | VBX VTX 13-23 24-42 | Shell Mill
1 Low Carbon (C=0.1-0.25%) 125 100-210 | 90-180 | 0.20-0.32 | 0.30-0.50 | 0.30-0.75
2 | Unalloyed Steel Medium Carbon (C=0.25-0.55%) 150 100-180 | 90-170 | 0.20-0.32 | 0.30-0.50 | 0.30-0.75
3 High Carbon (C(=0.55-0.85%) 170 100-170 | 90-160 | 0.15-0.23 | 0.25-0.35 | 0.25-0.52
4 Non Hardened 180 60-90 | 90-155 | 0.17-0.28 | 0.28-045 | 0.28-0.67
Low Alloy Steel i } B j j
9 |l i A ) Hardened 275 80-150 [80-160 | 0.15-0.28 | 0.25-045 | 0.25-0.67
6 Hardened 350 70-140 | 70-150 | 0.15-0.25 | 0.25-0.40 | 0.25-0.60
7 High Alloy Steel Annealed 200 60-130 | 70-115 | 0.15-0.22 | 0.20-0.30 | 0.20-0.45
g | (@lloying elements>5%) | pardened 325 70110 | 60-100 | 013-021 | 018-0.30 | 0.18-0.45
9 Cast Stec] Low Alloy (alloying elements <5%) | 200 100-170 | 100-170 | 0.15-0.22 | 0.20-0.30 | 0.20-0.45
ast Stee
10 High Alloy (alloying elements >5%) | 225 70-120 [ 70-130 | 0.12-0.22 | 0.17-0.30 | 0.17-0.45
11 Stainless Steel Non Hardened 200 100-170 | 120-180 | 0.15-0.22 | 0.22-0.34 | 0.22-0.50
12 | Ferritic Hardened 330 100-170 | 120-180 | 0.16-0.23 | 0.21-0.32 | 0.21-0.48
13 Stainless Steel Austenitic 180 70-140 | 100-140 | 0.15-0.25 | 0.25-0.40 | 0.25-0.60
M 4 | TS ERIEE Super Austenitic 200 70-140 | 100-140 | 0.12-0.20 | 0.17-0.26 | 0.17-0.39
Stgltgleeiss 15 Stainless Steel Non Hardened 200 70-140 | 100-140 | 0.16-0.24 | 0.25-0.37 | 0.25-0.55
16 | Cast Ferritic Hardened 330 70-140 | 100-140 | 0.12-0.20 | 0.17-0.26 | 0.17-0.39
17 Stainless Steel Austenitic 200 70-120 [ 100-120 | 0.15-0.22 | 0.20-0.30 | 0.20-0.45
18 | Cast Austenitic Hardened 330 70-120 | 100-120 | 0.12-0.20 | 0.17-0.26 | 0.17-0.39
28| Malleable Ferritic (short chips) 130 60-130 | 100-120 |0.16-0.24 | 0.25-0.37 | 0.25-0.55
29| Castlron Pearlitic (long chips) 230 60-120 |80-100 | 0.15-0.22 | 0.20-0.30 | 0.20-0.45
30 Low Tensile Strength 180 60-130 | 80-100 | 0.15-0.22 | 0.22-0.34 | 0.22-0.50
Grey Cast Iron
31 High Tensile Strength 260 60-100 | 80-100 | 0.15-0.22 | 0.20-0.30 | 0.20-0.45
32 Ferritic 160 60-125 |80-100 | 0.10-0.20 | 015-0.25 | 0.15-0.37
Nodular Sg Iron
33 Pearlitic 260 50-90  [60-90 | 0.15-0.22 | 0.20-0.30 | 0.20-0.45
34 Aluminium Alloys Non Aging 60 100-250 0.30-0.50 | 0.60-1.00 | 0.60-1.50
35 | Wrought Aged 100 100-180 0.28-0.50 | 0.50-0.90 | 0.50-1.20
36 Cast 75 150-400 0.28-0.50 | 0.50-0.90 | 0.50-1.20
Aluminium Alloys
37 Cast & Aged 90 150-280 0.25-040 | 0.40-0.60 | 0.40-0.90
38| Aluminium Alloys Cast Si 13-22% 130 80-150 0.28-0.50 | 0.50-0.90 | 0.50-1.20
39| copper and Brass 90 120-210 | 100-200 | 0.30-0.50 | 0.60-1.00 | 0.60-1.50
40| Copper Alloys Bronze and Non Leaded Copper 100 120210 | 100-200 | 0.28-0.50 | 0.50-0.90 | 0.50-1.20
19 Annealed (iron based) 200 20-45  [20-40  ]0.09-0.15 | 012-0.22 | 0.12-0.33
S 20 | High Temperature Aged (iron based) 280 20-30 | 20-30 0.07-013 |0.10-0.20 | 0.10-0.30
et 21 | Alloys Annealed (nickel or cobalt based) | 250 1520 | 1520 0.08-0.15 | 0.08-0.20 | 0.08-0.30
ea I
Resistant | 22 Aged (nickel or cobalt based) 350 10-15 10-15 0.08-0.15 | 0.08-0.20 | 0.08-0.30
Material | 23| Pure 99.5 Ti 400Rm | 70-140 |70-120 |0.07-0.13 | 0.10-0.20 | 0.10-0.30
+—— Titanium Alloys
24 a+p alloys 1050Rm | 20-50 | 20-50 0.07-013 |0.10-0.20 | 0.10-0.30
H 25 45-50HRc | 15-45 | 15-45 0.05-0.12 | 0.05-0.18 | 0.05-0.27
Hardened — Extra Hard Steel Hardened & Tempered
araened | o 51-55HRc | 15-40 | 15-40 | 0.05-012 |0.05-0.18 | 0.05-0.27
Material
When using a Shell Mill toolholder, the feed can be increased by 50%.
¥ For 3/8"Litis recommended to machine in two passes and decrease the feed by 40%.
Grades
Gk Application U Style A Style Mini-L Style 3/8"L Style  Vertical Style V Style

VBX TiCN coated carbide grade.
Excellent grade for Steels and General Use.,

TiAIN coated carbide grade.
VTX Ideal for Stainless Steels.
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TM Solid
. Solid Carbide Thread Milling Tools
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Vardex Ordering Code System

B TM Solid Carbide

Partial Profile - Pitch Ran

ge

mm tpi

TA 05-0.8 32-56
B 05-1.0 24-56
TC 1.0-1.50 16-24
m | 1.0-1.75 14-24
TF 05-1.25 20-48

B HTC Thriller

UNC - UN Coarse
UNF - UN Fine

UNEF - UN Extra Fine
UNJ - UNJ

MJ-MJ

BSW - Whitworth Coarse
BSP - BSP

BSF - Whitworth Fine
BSPT - BSPT

NPT - NPT

ANPT - ANPT

NPTF - NPTF

NPS - NPS

PG-PG

TP60 - Taper 60°
TP55 - Taper 55°

only.
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HTC M6 1.0 2D VTN
1 2 3 4 5
1-Line 2 - Thread Diameter 3 - Pitch 4 -Thread Length 5 - Carbide Grade
HTC - Thriller M6 - M12 1-1.75mm 2D VTN
25D VTS

HC 10 082 L15 | 1.50 ISO ™ VTH
1 2 3 4 5 6 7 8 9 10 11
1- Line 2 - No. of Teeth 3 - Shank Dia. 4 - Cutting Dia. 5 - Tool Cutting Length 6 - Type of Tool
HC - Helicool 1T-1Tooth 03-3.0mm 0.7-199mm Up to 3Do E - External
HCR - Helicool R 3T - 3 Teeth 04-40 | -Internal
HCC - Helicool C (MilliPro) 06-6.0 El - External + Internal
H - Helical 2L - 2 Teeth LH 08-8.0
S - Straight Flutes (MilliPro HD) 10-100
D - Deep Threading 12-120
or MilliPro 14-140
16-16.0
18-18.0
20-200
7 - Pitch 8 - Standard 9 - System 10 - No. of Flutes 11 - Carbide Grade
Full Profile - Pitch Range 60 - Partial Profile 60° ™ 3.3 Flutes VTS
mm tpi IS0 - 15O Metric TML - Extra Long 5-5 Flutes VIH
0.25-6.0 80-45 UN - American UN * For straight flutes
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TM Solid Carbide Program

Miniature Threads

Thread Milling  MiniPro

"VARGUS
ceNius"

Tool Selector and CNC
Program Generator

Long Thread

MilliPro
MilliPro &

MilliPro EL
From M1.6x0.35 (1-72UNF)

Deep Threading

Full Profile

Partial Profile

Up to 3XDo

MilliPro HD
Up to 62 HRc
MilliPro Dental
From M1.0x0.25 (0-80UNF)
— Normal Use
Straight Flutes
Taper

For Bone Plate Applications
From Pitch 0.3-0.6mm

From M4.5x0.75 (No.8-36UNF)

Helicool

From M3x0.5 (N0.10-32UNF)

— Radial Coolant

Helicool-R (HCR)

From Mé6x1.0

Helicool and Chamfer ———
Helicool-C (HCCQ)

From Méx1.0

Economical Tool
Helical
Taper

For Bone Plate Applications
From Pitch 0.3-0.6mm

From M3x0.5 (No.8-36UNF)

Drill, Thread and Chamfer ———
HTC

From M6x1.0

Heavy Duty —

.....................

=
)
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=
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ISO Metric Helicool
Internal o
1/4P Internal
60° - {‘a\
=
1/8P External
Defined by: R262 (DIN 13)
Tolerance class: 6H
Helical Flutes with Thru-Hole Coolant 1.5 x Do (Le < 1.5 x Thread Diameter)
Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth Bore Dia*
M Coarse M Fine mm Internal D D2 L Le z 7t mm
M3x0.5 M3.5-M16x0.5 0.5 HC04024L04-10.50ISOTM... 4 240 45 4.7 3 9 2.5
M4x0.7 0.7 HC04031L06-10.70ISOTM... 4 3.15 45 6.6 3 9 33
M5x0.8 0.8 HC04039L07-10.80ISOTM... 4 390 45 76 3 9 4.2
M6x1.0 M8-M40x1.0 1.0 HC06048L09-11.00ISOTM... 6 4.80 57 9.5 3 9 50
M8x1.25 1.25 HC08065L13-11.25I1SOTM... 8 6.50 61 13.1 3 10 6.8
M10x1.5 M12-M48x1.5 1.5 HC10082L15-11.501SOTM... 10 8.20 73 15.7 3 10 8.5
M12x1.75 1.75 HC10099L18-11.75ISOTM... 10 990 73 184 4 10 10.2
M14x2.0 M17-M80x2.0 2.0 HC12116L21-12.00I1SOTM... 12 11.60 73 21.0 4 10 12.0
M16x2.0 M17-M80x2.0 2.0 HC14136L25-12.00ISOTM... 14 13.60 92 250 4 12 14.0
Helical Flutes with Thru-Hole Coolant 2 x Do (Le < 2 x Thread Diameter)
Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth Bore Dia*
M Coarse M Fine mm Internal D D2 L Le z 7t mm
M3x0.5 M3.5-M16x0.5 0.5 HC04024L06-10.50ISOTM... 4 240 45 6.2 3 12 25
M4x0.5 0.5 HC04032L08-10.501SOTM... 4 3.20 45 8.2 3 16 35
M5x0.5 0.5 HC06042L10-10.501SOTM... 6 4.20 57 10.2 3 20 4.5
M4x0.7 0.7 HC04031L08-10.701SOTM... 4 3.15 45 8.7 3 12 33
M6x0.75 0.75 HC06050L12-10.75ISOTM... 6 5.00 57 124 3 16 53
M5x0.8 0.8 HC04039L10-10.80ISOTM... 4 390 45 10.8 3 13 4.2
M6x1.0 M8-M40x1.0 1.0 HC06048L12-11.00ISOTM... 6 4.80 57 12.5 3 12 5.0
M8x1.0 1.0 HC08067L16-11.00ISOTM... 8 6.70 61 16.5 3 16 70
M10x1.0 1.0 HC10087L20-11.00ISOTM... 10 8.70 73 20.5 3 20 9.0
M12x1.0 1.0 HC12107L24-11.00ISOTM... 12 10.70 73 24.5 4 24 11.0
M8x1.25 1.25 HC08065L16-11.25ISOTM... 8 6.50 61 169 3 13 6.8
M10x1.25 1.25 HC10085L20-11.25ISOTM... 10 8.50 73 20.6 3 16 8.8
M10x1.5 M12-M48x1.5 1.5 HC10082L20-11.50I1SOTM... 10 8.20 73 20.2 3 13 8.5
M12x1.5 1.5 HC100991.24-11.501SOTM... 10 9.90 73 24.7 4 16 10.5
M14x1.5 1.5 HC12119L29-11.50ISOTM... 12 11.90 80 29.2 4 19 12.5
M16x1.5 1.5 HC14139L32-11.50I1SOTM... 14 13.90 92 322 4 21 14.5
M12x1.75 1.75 HC100991.25-11.75ISOTM... 10 9.90 73 254 4 14 10.2
M14x2.0  M17-M80x2.0 2.0 HC12116L29-12.00ISOTM... 12 11.60 80 29.0 4 14 12.0
M16x2.0 ~ M17-M80x2.0 2.0 HC14136L33-12.00I1SOTM... 14 13.60 92 330 4 16 14.0
M18x2.5 2.5 HC16148L36-12.50I1SOTM... 16 14.80 92 36.2 4 14 15.5
M20x2.5 2.5 HC18171L41-12.501SOTM... 18 1710 102 41.2 4 16 17.5
M24x3.0 30 HC20199L49-13.00ISOTM... 20 19.90 102 49.5 4 16 21.0

I *Bore diameter applies to smallest thread dia.
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ISO Metric (con) Helicool
Internal D2
1/4P Internal
60° . |I ,\
L
1/8p External
Defined by: R262 (DIN 13)
Tolerance class: 6H
Helical Flutes with Thru-Hole Coolant 3 x Do (Le < 1.5 x Thread Diameter)
Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth Bore Dia*
M Coarse M Fine mm Internal D D2 L Le** Z Zt mm
M3x0.5 M3.5-M16x0.5 0.5 HC04024L09-10.50ISOTM... 4 240 45 9.25 3 18 2.5
M4x0.7 0.7 HC04031L12-10.70ISOTM... 4 3.15 47 12.95 3 18 3.3
M5x0.8 0.8 HC04039L15-10.80ISOTM... 4 390 50 15.60 3 19 4.2
Meéx1.0 M8-M40x1.0 1.0 HC06048L18-11.00ISOTM... 6 4.80 60 18.50 3 18 5.0
M8x1.25 1.25 HC08065L25-11.25ISOTM... 8 6.50 66 25.63 3 20 6.8
M10x1.5 M12-M48x1.5 1.5 HC10082L.30-11.50I1SOTM... 10 8.20 75 30.75 3 20 8.5
M12x1.75 1.75 HC10099L36-11.75ISOTM... 10 9.90 86 37.63 4 21 10.2
M16x2.0 M17-M80x2.0 2.0 HC141361L48-12.00ISOTM... 14 13.60 108 49.00 4 24 14.0

=
)
(%]
=
=

*  Bore diameter applies to smallest thread dia.
** Above solid carbide tools (Le=3xDo) are suitable for light machining only. Reduce feed by 30%.
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American UN

Helicool

Internal

Internal
60°

1/4pP

1/8P

External

Defined by: ANSI B1.1:74
Tolerance class: 2B

Helical Flutes with Thru-Hole Coolant

1.5 x Do (Le < 1.5 x Thread Diameter)

Thread Pitch Ordering Code Dimensions mm No. of Flutes  Teeth  Bore Dia*

UNC UNF UNEF tpi Internal D D2 L Le YA 7t mm
No.10-24  5/16",3/8"x24  9/16"-11/16"x24 24 HC04035L07-124UNCTM... 4 3.58 45 79 3 7 3.8
No.12-24  5/16",3/8"x24  9/16"-11/16"x24 24 HCO06041L08-124UNCTM... 6 415 57 9.0 3 8 4.5
1/4'x20  7/16",1/2"'x20  3/4"-1"x20 20 HC06048L09-I20UNCTM... 6 4.88 57 9.5 3 7 5.2
5/16"x18  9/16",5/8"x18  11/16"-1 11/16" x18 18 HCO8061L11-IN8UNCTM... 8 6.15 61 12.0 3 8 6.5
3/8"x16  3/4"x16 16 HC08076L15-1T6UNCTM... 8 765 61 15.1 3 9 8.0
7/16"x14  7/8'x14 14 HCI10090L17-114UNCTM... 10 9.00 73 17.2 3 9 9.3
1/2"x13 13 HC12104L20-1N3UNCTM... 12 10.35 73 20.5 4 10 10.8
9/16"x12  1"-1 1/2"x12 12 HCI2118L22-112UNCTM... 12 11.80 73 22.2 4 10 12.3

Helical Flutes with Thru-Hole Coolant

2 x Do (Le < 2 x Thread Diameter)

Thread Pitch Ordering Code Dimensions mm No. of Flutes  Teeth  Bore Dia*
UNC UNF UNEF tpi Internal D D2 L Le YA 7t mm
No.10-32 No.12-3/8"x32 32 HC04038L09-132UNFTM... 4 3.80 45 99 3 12 4.0
No.12-3/8"x32 32 HC06044L11-132UNEFTM... 6 440 57 11.5 3 14 4.7
No.12, 1/4'x28 7/16",1/2"x28 28 HC06043L11-128UNFTM... 6 4.30 57 1.3 3 12 4.6
1/4"%x28 7/16",1/2"x28 28 HC06052L13-128UNFTM... 6 5.15 57 13.1 3 14 5.5
7/16",1/2"x28 28 HC10099L22-128UNEFTM... 10 9.90 73 22.2 3 24 10.2
No.10-24 5/16",3/8"x24  9/16"-11/16"x24 24 HCO04035L10-124UNCTM... 4 3.58 45 10.0 3 9 3.8
No.12-24  5/16",3/8"x24  9/16"-11/16"x24 24 HC06041L11-124UNCTM... 6 4.15 57 1.1 3 10 4.5
5/16",3/8"x24  9/16"-11/16"x24 24 HC08066L16-124UNFTM... 8 6.68 61 164 3 15 6.8
3/8"x24 9/16"-11/16"x24 24 HC10082L19-124UNFTM... 10 8.20 73 19.6 3 18 8.5
9/16"-11/16"x24 24 HC14129L29-124UNEFTM... 14 1290 92 29.1 4 27 13.2
1/4'x20  7/16",1/2"'x20  3/4"-1"x20 20 HC06048L13-120UNCTM... 6 4.88 57 133 3 10 5.2
7/16",1/2"x20  3/4"-1"x20 20 HC10096L22-120UNFTM... 10 9.60 73 22.2 3 17 9.8
1/2"x20 3/4"-1"x20 20 HC12111L26-120UNFTM... 12 1110 80 26.0 4 20 11.5
3/4"-1"x20 20 HC18174L38-I20UNEFTM... 18 1740 102 387 4 30 17.8
5/16"x18  9/16",5/8"x18  11/16"-1 11/16"x18 18 HCO08061L16-1T8UNCTM... 8 6.15 61 16.2 3 " 6.5
9/16",5/8"x18  11/16"-1 11/16"x18 18 HC14125L28-118UNFTM... 14 1250 92 289 4 20 12.8
5/8'x18 11/16"-1 11/16'x18 18 HC16141L31-1T8UNFTM... 16 14.10 92 31.7 4 22 14.5
3/8"x16  3/4"x16 16 HC08076L19-1T6UNCTM... 8 765 61 19.8 3 12 8.0
3/4'x16 16 HCI18170L38-116UNFTM... 18 1700 102 388 4 24 17.5
7/16"x14  7/8'x14 14 HC10090L22-114UNCTM... 10 9.00 73 22.7 3 12 9.3
7/8"x14 14 HC20199L44-1T14UNFTM... 20 1990 102 444 4 24 20.5
1/2"x13 13 HC12104L26-113UNCTM... 12 1035 80 264 4 13 10.8
9/16"x12  1"-1 1/2"x12 12 HCI2118L28-112UNCTM... 12 11.80 80 286 4 13 12.3
11 1/2"x12 12 HC20199L51-1T2UNFTM... 20 1990 102 519 4 24 235
5/8"x11 1 HC141311L33-1TTUNCTM... 14 13.10 92 335 4 14 13.5
3/4"x10 10 HC16159L39-1T0UNCTM... 16 1590 92 394 4 15 16.5
7/8'%9 9 HC20190L46-19UNCTM... 20 1900 102 466 4 16 19.5
1"%8 8 HC20199L52-I8UNCTM... 20 1990 102 524 4 16 220

I *  Bore diameter applies to smallest thread dia.
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Whitworth Helicool

External / Internal

T — Internal

External

Defined by: B.5.84:1956,
DIN 259, 1S0228/1:1982
Tolerance class: Medium class A

Helical Flutes with Thru-Hole Coolant 2 x Do (Le < 2 x Thread Diameter)
Thread Pitch Ordering Code Dimensions mm of Hgfes Teeth Bore Dia*

BSW BSF tpi External / Internal D D2 L Le YA 7t mm

1/4"%x26 26 HC06050L13-EI26BSFTM... 6 5.00 57 13.2 3 13 53

5/16"x22 22 HC08063L16-E[22BSFTM... 8 6.35 61 16.7 3 14 6.7

1/4"x20 3/8"x20 20 HC06044L13-EI20BSWTM... 6 4.45 57 133 3 10 50

3/8"x20 20 HC08076L19-EI20BSFTM... 8 7.65 61 19.7 3 15 8.2

5/16"x18 7/16'x18 18 HC06058L16-EI18BSWTM... 6 5.85 57 16.2 3 " 6.5

7/16'x18 18 HC10092L23-E118BSFTM... 10 9.20 73 233 3 16 9.7

3/8'x16 1/2",9/16"x16 16 HC08072L19-EIT6BSWTM... 8 7.20 61 19.8 3 12 79

1/2",9/16"x16 16 HC12105L26-EI16BSFTM... 12 10.50 80 26.2 4 16 1.1

9/16"x16 16 HC14122L29-EI16BSFTM... 14 1215 92 294 4 18 12.6

7/16"x14 5/8",11/16"x14 14 HC10085L.22-EI14BSWTM... 10 8.50 73 227 3 12 9.2

5/8",11/16"x14 14 HC14134L31-EI14BSFTM... 14 1340 92 317 4 17 14.0

11/16"x14 14 HC16150L35-EI14BSFTM... 16 15.00 92 354 4 19 15.6

1/2"x12 3/4'X12 12 HC10096L26-EI12BSWTM... 10 9.65 73 26.5 3 12 10.5

9/16"x12 3/4"x12 12 HC12113L28-EN2BSWTM... 12 11.25 80 28.6 4 13 12.1
3/4"x12 12 HC18162L.39-EI12BSFTM... 18 16.20 102 39.2 4 18 16.8 =
5/8"x11 7/8"x11 " HC14126L33-EI11BSWTM... 14 12.60 92 335 4 14 134 E
11/16"x11 " HC16142L.35-EI11BSWTM... 16 14.20 92 358 4 15 15.0 E

I *  Bore diameter applies to smallest thread dia.
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BSP (G)

Helicool
External / Internal D2
&
2
R0.137P
External

Defined by: B.5.2779:1956

Tolerance class: Medium class
Helical Flutes with Thru-Hole Coolant 1.5 x Do (Le < 1.5 x Thread Diameter)
Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth Bore Dia*
Standard tpi External / Internal D D2 L Le YA 7t mm
1/16",1/8"x28 28 HC08064L12-EI28BSPTM... 8 6.40 61 12.2 3 13 6.7
1/8"x28 28 HC10082L15-EI28BSPTM... 10 8.20 73 15.0 3 16 8.7
1/4",3/8"x19 19 HC12110L20-EI19BSPTM... 12 11.00 80 20.7 4 15 11.8
3/8"x19 19 HC16145L.26-EI19BSPTM... 16 14.50 92 26.1 4 19 15.2
1"-4"x11 11 HC20199L42-EI11BSPTM... 20 19.90 102 42.7 4 18 30.7
Helical Flutes with Thru-Hole Coolant 2 x Do (Le < 2 x Thread Diameter)
Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth Bore Dia*
Standard tpi External / Internal D D2 L Le z 7t mm
1/16",1/8"x28 28 HC08064L15-EI28BSPTM... 8 6.40 61 159 3 17 6.7
1/8"x28 28 HC10082L19-EI28BSPTM... 10 8.20 73 19.5 3 21 8.7
1/4",3/8"x19 19 HC12110L27-EI19BSPTM... 12 11.00 80 274 4 20 11.8
3/8"x19 19 HC16145L34-E119BSPTM... 16 14.50 92 341 4 25 15.2
1/2"-7/8"x14 14 HC18179L42-EI14BSPTM... 18 1790 102 42.6 4 23 19.0

=
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=

I *  Bore diameter applies to smallest thread dia.

| 338 | VARDEX



Contents Thread Turning Thread Milling MiniPro

NPT Helicool

External / Internal

Defined by: USAS B2.1:1968
Tolerance class: Standard NPT

Helical Flutes with Thru-Hole Coolant

Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth Bore Dia*
Standard tpi External / Internal D D2 L Le z 7t mm

1/16"x27 27 HC06059L09-EI27NPT-TM... 6 590 57 99 3 10 6.3

1/8"x27 27 HC08076L09-EI27NPT-TM... 8 765 61 99 3 10 8.5

1/4"x18 18 HC10099L14-EIN8NPT-TM... 10 9.90 73 14.8 3 10 1.1

3/8"x18 18 HC12111L14-EN8NPT-TM... 12 11.15 73 14.8 4 10 14.5

172", 3/4"x14 14 HC16142L19-EIT4NPT-TM... 16 14.25 92 19.0 4 10 17.7,23.0

1%, 11/4,11/2", 2'x11.5 11.5 HC20196L23-El11.5NPT-TM... 20 19.60 102 232 4 10 29.0,37.7,44.0,56.0

21/2",3"'x8 8 HC20196L33-EI8NPT-TM... 20 19.60 102 333 4 10 66.5,82.1
ANPT Helicool

External / Internal L

=
)
(%]
=
=

Defined by: MIL-P-7105B
Tolerance class: Standard ANPT

Helical Flutes with Thru-Hole Coolant

Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth Bore Dia.*
Standard tpi External / Internal D D2 L Le z 7t mm

1/4",3/8"x18 18 HC10099L14-EIT8ANPT-TM... 10 9.90 73 14.8 3 10 1117145

172", 3/4"x14 14 HC14139L18-EIT4ANPT-TM... 14 13.90 92 19.0 4 10 17.7/23.0

I *  Bore diameter applies to smallest thread dia.
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NPTF Helicool

External / Internal L

Internal

Defined by: ANSI 1.20.3-1976
Tolerance class: Standard NPTF

Helical Flutes with Thru-Hole Coolant

Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth Bore Dia*

Standard tpi External / Internal D D2 L Le 7 Zt mm

1/16"x27 27 HC06059L09-EI27NPTFTM... 6 590 57 99 3 10 6.3

1/8"x27 27 HC08076L09-EI27NPTFTM... 8 765 61 99 3 10 84

1/4"x18 18 HC10099L14-E18NPTFTM... 10 9.90 73 14.8 3 10 1.1

3/8"x18 18 HCI2111L14-El18NPTFTM... 12 11.15 73 14.8 4 10 14.7

1/2", 3/4"x14 14 HC16142L19-EIT14NPTFTM... 16 14.25 92 19.0 4 10 179,234

11 1/4",1°1/2", 2"x11.5 1.5 HC20196L23-EI11.5NPTFTM... 20 19.60 102 23.2 4 10 29.0,37.7,43.7,55.6

21/2",3"x8 8 HC20196L33-EISNPTFTM... 20 19.60 102 333 4 10 66.3,82.1
BSPT Helicool

External / Internal

Defined by: B.5.21:1985
Tolerance class: Standard BSPT

Helical Flutes with Thru-Hole Coolant

Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth Bore Dia*
Standard tpi External / Internal D D2 L Le z 7t mm
1/16"x28 28 HC06059L10-EI28BSPT-TM... 6 590 57 10.2 3 " 6.7
1/8"x28 28 HC08076L10-EI28BSPT-TM... 8 765 61 10.2 3 " 8.7
1/4"x19 19 HC10099L15-EI19BSPT-TM... 10 9.90 73 154 3 " 1.8
3/8"x19 19 HC12111L15-EIT9BSPT-TM... 12 11.15 73 154 4 N 15.2
172", 3/4"x14 14 HC161421L.22-E114BSPT-TM... 16 14.25 92 227 4 12 19.0
1%,1.1/2", 2", 2 1/2"x11 " HC20196L28-EI11BSPT-TM... 20 19.60 102 289 4 12 30.7

I *  Bore diameter applies to smallest thread dia.
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UNJ Helicool

Internal

R max 0.18042P 7?

Rmin 0.15011P  External

Defined by: MIL-5-8879C
Tolerance class: 3B

Helical Flutes with Thru-Hole Coolant 2 x Do (Le < 2 x Thread Diameter)
Thread Pitch Ordering Code Dimensions mm Hﬁigsf Teeth g%r_f
UNJC UNJF UNJEF UNJ tpi Internal D D2 L Le z 7t mm
0.138"(#6) 0.190"(#10) 0.216"(#12) 0.4375(7/16") 32 HC04027L07-132UNJTM... 4 2.70 45 75 3 9 2.8
- 0.250"(1/4")  04375'(7/16")  0.5625"(9/16") 28  HC06054L13-I28UNJTM.. 6 5.40 57 13.1 3 14 5.6
0.190"(#10)  0.3125"(5/16") 0.5625"(9/16") - 24 HCO04037L09-24UNJTM... 4 3.70 45 10.0 3 9 4.0
= 0.3125(5/16")  0.5625"(9/16") - 24 HC08067L15-124UNJTM... 8 6.70 61 16.4 3 15 7.0
0.250"(1/4")  0.4375"(7/16") 0.750"(3/4")  0.3125"(5/16") 20  HCO6050L12-20UNJTM.. 6 5.00 57 133 3 10 53
- 04375'(7/16")  0.750"(3/4")  0.5625"(9/16") 20  HC10096L21-I20UNJTM.. 10 9.60 73 222 4 17 10.0
0.3125"(5/16") 0.5625"(9/16") 1.0625(1 1/16") - 18 HC08064L15-118UNJTM.. 8 6.40 61 16.2 3 il 6.75
0.375"(3/8")  0.750"(3/4") - 04375'(7/16") 16 HC08077L19-116UNJTM.. 8 7.70 61 19.8 3 12 8.1
0.4375"(7/16") 0.875"(7/8") - - 14 HC10092L21-114UNJTM.. 10 9.20 73 22.7 4 12 9.5
0.500"(1/2") - - - 13 HC10099L25-113UNJTM.. 10 9.90 73 264 4 13 11.0

=
)
(%]
=
=

I *  Bore diameter applies to smallest thread dia.
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NPS Helicool

External / Internal D2

30°

Internal

1

‘\L//

External

Defined by: USA NBS H28 (1957)
Tolerance class: Standard NPS

Helical Flutes with Thru-Hole Coolant

Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth Bore Dia*
Standard tpi External / Internal D D2 L Le YA Zt mm
1/8" 27 HC08076L09-EI27NPSTM... 8 765 61 99 3 10 8.5
1/4" 18 HC10099L14-EI18NPSTM... 10 9.90 73 14.8 3 10 11.1
3/8" 18 HC12111L14-ENN8NPSTM... 12 11.15 73 14.8 4 10 14.5
1/2",3/4" 14 HC16142L18-EIT4NPSTM... 16 14.25 92 19.0 4 10 17.7;23.0
12" 1.5 HC20196L22-EI11.5NPSTM... 20 19.60 102 23.2 4 10 29.0;56.0

=
)
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=
=

I *  Bore diameter applies to smallest thread dia.
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ISO Metric Helicool-R (HCR)
Internal Improved Chip
Evacuation for
Thru-Holes
1/4P Internal
60°
18P External
Defined by: R262 (DIN 13)
Tolerance class: 6H
Helicool-R (HCR)
Helical Flutes with Radial Cooling 2 x Do (Le < 2 x Thread Diameter)
Thread Pitch Ordering Code Dimensions mm Flutes Teeth Bore Dia*
M Coarse M Fine mm Internal D D2 L Le Z Zt mm
M6x1.0 M8-M40x1.0 1.0 HCR06048L12-11.00ISOTM... 6 4.8 57 12.5 3 12 5.0
M10x1.0 1.0 HCR10087L.20-11.00ISOTM... 10 8.7 73 20.5 3 20 9.0
M12x1.0 1.0 HCR12107L24-11.00ISOTM... 12 10.7 73 24.5 4 24 11.0
M8x1.25 1.25 HCR08065L16-11.25ISOTM... 8 6.5 64 16.9 3 13 6.8
M10x1.5 M12-M48x1.5 15 HCR10082L.20-11.50I1SOTM... 10 8.2 73 203 3 13 8.5
M12x1.5 15 HCR10099L24-11.50I1SOTM... 10 99 73 24.8 4 16 10.5
M14x1.5 1.5 HCR12119L.29-11.50ISOTM... 12 1.9 84 29.3 4 19 12.5
M16x1.5 1.5 HCR14139L32-11.50I1SOTM... 14 139 84 323 4 21 14.5
M12x1.75 175 HCR10099L25-11.75ISOTM... 10 99 73 254 4 14 10.2
ISO Metric Helicool-C (HCC)
Internal 7 ||© ©
L D2

1/4P Internal

60°

) |

—=

@

Positioning  Chamfering Thread Milling

1/8P External

Defined by: R262 (DIN 13)

Tolerance class: 6H . )
Dc = Minimum recommended chamfer diameter

Helicool-C (HCQ)

Helical Flutes with Axial Coolant - Thru & Chamfer 2 x Do (Le < 2 x Thread Diameter)
Thread Pitch Ordering Code Dimensions mm of Hgfes Teeth  Bore Dia*
M Coarse M Fine mm Internal D D2 Dc L Le Lc z Zt mm
M6x1.0 M8-M40x1.0 1.0 HCC08048L12-11.00I1SOTM... 8 4.8 6.3 61 125 133 3 12 5.0
M10x1.0 1.0 HCC12087L.20-11.00I1SOTM... 12 8.7 10.3 73 205 213 3 20 9.0
M12x1.0 1.0 HCC14107L.24-11.001SOTM... 14 10.7 12.3 80 245 253 4 24 11.0
M8x1.25 1.25 HCC10065L16-11.25I1SOTM... 10 6.5 8.3 73 169 178 3 13 6.8
M10x1.5 M12-M48x1.5 1.5 HCC12082L20-11.50I1SOTM... 12 8.2 10.3 80 203 213 3 13 85
M12x1.5 1.5 HCC14099L 24-11.50ISOTM... 14 99 12.3 80 248 260 4 16 10.5
M14x1.5 1.5 HCC16119L29-11.50I1SOTM... 16 119 143 92 293 305 4 19 12.5
M16x1.5 1.5 HCC18139L.32-11.501SOTM... 18 139 163 92 323 335 4 21 14.5
M12x1.75 1.75 HCC14099L25-11.75ISOTM... 14 99 12.3 80 254 266 4 14 10.2

I *  Bore diameter applies to smallest thread dia.
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ISO Metric HTC (Thriller)
Internal L

L4
L2 = e L3

W o

K

. D3> e
D2 . Dc DI
1/8P External

Defined by: R262 (DIN 13)
Tolerance class: 6H

HTC (Thriller)
Drill, Chamfer & Thread with Coolant-Thru

Thread Ordering Code Pitch Dimensions mm No. of Flutes  Teeth
I1SO 2xDo Coarse Internal mm L L4 L2 L3 w Le D3 D D1 Dc D2 z 7t
Méx1.0 HTC M6x1.0x2D... 100 620 145 137 36 1.0 127 50 8 6.6 63 485 2 1
M8x1.25 HTC M8x1.25x2D... 125 740 182 171 40 1.3 158 68 10 90 83 645 2 "
M10x1.5 HTC M10x1.5x2D... 150 790 234 221 45 1.5 206 85 12 1.0 103 808 2 12
M12x1.75 HTC M12x1.75x2D... 175 890 271 255 45 1.5 240 103 14 135 123 974 2 12
I1SO 2.5xDo Coarse

M6x1.0 HTC M6x1.0x2.5D... 100 620 165 157 36 10 147 50 8 66 63 485 2 13
M8x1.25 HTC M8x1.25x2.5D... 125 740 232 221 40 1.3 208 6.8 10 90 83 645 2 15
M10x1.5 HTC M10x1.5x2.5D... 150 790 279 266 45 1.5 251 85 12 110 103 808 2 15

HTC - Thriller Operating Cycle

2
o
wv
=
[

e,
v |V3P 1) * 14 -+

4 @

Start Drill & Chamfer Backing Off Entrance Arc Thread Milling Exit Arc Retraction

For Thread Milling

I HTC line is suitable for Aluminium and Cast Iron machining only.
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ISO Metric Helical

External / Internal

D2
fffffffffffffffff 1! @
1/8P External v \g
Defined by: R262 (DIN 13) i
Tolerance class: 6g/6H
Helical Flutes - External 2 x Do (Le < 2 x Thread Diameter)
Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth
M Coarse mm External D D2 L Le z Zt
M3x0.5 0.5 H04039L06-E0.5ISOTM... 4 39 45 6.0 3 12
M4.5x0.75 0.75 H04039L09-E0.75ISOTM... 4 39 45 9.0 3 12
M6x1.0 1.0 H04039L12-E1.0ISOTM... 4 39 45 12.0 3 12
M8x1.25 1.25 H06059L16-E1.25ISOTM... 6 59 57 16.25 3 13
M10x1.5 1.5 H08079L21-E1.5ISOTM... 8 79 63 21.0 3 14
M14x2.0 20 H10099L28-E2.0ISOTM... 10 99 73 28.0 4 14
Helical Flutes - Internal 2 x Do (Le < 2 x Thread Diameter)
Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth Bore Dia*
M Coarse M Fine mm Internal D D2 L Le z 7t mm
M3x0.5 M3.5-M16x0.5 0.5 H04022L06-10.5ISOTM... 4 22 45 6.0 3 12 25
M4x0.5 0.5 H04030L08-10.5ISOTM... 4 3.0 45 8.0 3 16 35
M5x0.5 0.5 H04039L10-10.5ISOTM... 4 39 45 10.0 3 20 4.5
M4x0.7 0.7 H04028L08-10.7ISOTM... 4 2.8 45 84 3 12 33
M6x0.75 0.75 H04039L12-10.75ISOTM... 4 39 45 120 3 16 53
M5x0.8 0.8 H04035L10-10.8ISOTM... 4 35 45 104 3 13 42
M6x1.0 M8-M40x1.0 1.0 H04039L12-11.0ISOTM... 4 39 45 12.0 3 12 5.0
M8x1.0 1.0 H06059L16-11.0ISOTM... 6 59 57 16.0 3 16 7.0
M10x1.0 1.0 HO08079L20-11.0ISOTM... 8 79 63 20.0 3 20 9.0
M12x1.0 1.0 H10099L24-11.0ISOTM... 10 99 73 24.0 4 24 1.0
M8x1.25 1.25 H06058L16-11.25ISOTM... 6 5.8 57 16.25 3 13 6.8
M10x1.25 1.25 HO08077L20-11.25ISOTM... 8 77 63 20.0 3 16 8.8
M10x1.5 M12-M48x1.5 1.5 H08077L21-11.5ISOTM.. 8 77 63 21.0 3 14 85
M12x1.5 1.5 H10094L24-11.5ISOTM... 10 94 73 24.0 4 16 10.5
M14x1.5 1.5 H12112L.28-11.5I1SOTM... 12 1.2 83 28.5 4 19 12.5
M16x1.5 1.5 H12119L33-11.5ISOTM... 12 119 83 33.0 4 22 14.5
M12x1.75 1.75 H10087L24-11.75ISOTM... 10 87 73 245 4 14 10.2
M14x2.0 M17-M80x2.0 20 H10099L28-12.0ISOTM... 10 99 73 28.0 4 14 12.0
M16x2.0 M17-M80x2.0 2.0 H12119L32-12.0ISOTM... 12 1.9 83 320 4 16 14.0
M18-M22x2.5 25 H16139L40-12.51SOTM... 16 139 92 40.0 5 16 15.5
M24x3.0 30 H16159L42-13.01SOTM... 16 159 92 42.0 4 14 21.0

I *  Bore diameter applies to smallest thread dia.

Winvargus| sss |



Contents Thread Turning Thread Milling MiniPro

American UN Helical

External / Internal

Internal

o

1/4P

D2
g
vep  External | a0 N 7% @
Defined by: ANSI B1.1.74 ' \J
Tolerance class: 2A/2B L
Helical Flutes - External 2 x Do (Le < 2 x Thread Diameter)
Thread Pitch Ordering Code Dimensions mm No. of Flutes  Teeth
UNC UNF tpi External D D2 L Le yA Zt
No.8-32 32 H04039L09-E32UNCTM... 4 39 45 8.7 3 "
No.12-28 28 HO04039L12-E28UNFTM... 4 39 45 11.8 3 13
No.12-24 24 HO04039L12-E24UNCTM... 4 39 45 11.6 3 "
1/4"x20 20 HO04039L13-E20UNCTM... 4 39 45 12.7 3 10
5/16"x18 18 H06059L17-E18UNCTM... 6 59 57 16.9 3 12
3/8"x16 16 HO08079L19-E16UNCTM... 8 79 63 19.1 3 12
9/16"x12 12 H12119L30-E12UNCTM... 12 1.9 83 29.6 4 14
Helical Flutes - Internal 2 x Do (Le < 2 x Thread Diameter)
Thread Pitch Ordering Code Dimensions mm No. of Flutes  Teeth Bore Dia*
UNC UNF UNEF tpi Internal D D2 L Le z 7t mm
No.8-36 36 HO04030L09-136UNFTM... 4 30 45 8.5 3 12 35
No.10-32 No.12-3/8"x32 32 HO04033L11-132UNFTM... 4 33 45 1.1 3 14 4.0
No0.12-28,1/4"x28  7/16",1/2"x28 28 H04038L12-128UNFTM... 4 3.8 45 11.8 3 13 4.6
1/4"x28 7/16",1/2"x28 28 HO06046L13-128UNFTM... 6 4.6 57 12.7 3 14 5.5
7/16",1/2"x28 28 H10092L23-128UNEFTM... 10 9.2 73 22.7 4 25 10.2
No.10-24 5/16", 3/8"x24 9/16"-11/16"x24 24 HO04029L11-124UNCTM... 4 29 45 10.6 3 10 3.8
No.12-24  5/16", 3/8"x24 9/16"-11/16'x24 24 HO04035L12-124UNCTM... 4 35 45 11.6 3 " 4.5
5/16", 3/8"x24 9/16"-11/16"x24 24 HO06057L16-124UNFTM... 6 5.7 57 159 3 15 6.8
3/8"x24 9/16"-11/16"x24 24 HO8074L19-124UNFTM... 8 74 63 19.1 3 18 8.5
9/16"-11/16"x24 24 H12119L29-124UNEFTM... 12 119 83 28.6 4 27 13.2
1/4"'x20  7/16",1/2"x20 3/4"-1"x20 20 HO04039L13-120UNCTM... 4 39 45 127 3 10 5.2
7/16",1/2"x20 3/4"-1"x20 20 H10085L.23-120UNFTM... 10 8.5 73 229 4 18 9.8
1/2"x20 3/4"-1"x20 20 H10099L26-120UNFTM... 10 9.9 73 254 4 20 1.5
3/4"-1"x20 20 H16159L38-120UNEFTM... 16 159 92 381 5 30 17.8
5/16"x18  9/16", 5/8"x18 117161 11/16'x18 18 H06052L17-118UNCTM... 6 5.2 57 169 3 12 6.5
9/16", 5/8"x18 117161 11/16'x18 18 H12113L30-118UNFTM... 12 1.3 83 296 4 21 12.8
5/8'x18 11/16"-1 11/16"x18 18 H12119L33-118UNFTM... 12 1.9 83 325 4 23 14.5
3/8"x16  3/4'x16 16 HO08067L19-116UNCTM... 8 6.7 63 19.1 3 12 8.0
3/4"X16 16 H16159L38-116UNFTM... 16 159 92 38.1 4 24 17.5
7/16'x14  7/8"x14 14 H08076L24-1T4UNCTM... 8 7.6 63 236 4 13 9.3
7/8"x14 14 H20187L44-114UNFTM... 20 18.7 104 444 4 24 20.5
1/2"x13 13 H10089L26-113UNCTM... 10 8.9 73 254 4 13 10.8
9/16"x12 11 1/2"x12 12 H12103L30-112UNCTM... 12 10.3 83 296 4 14 123
1"-11/2"x12 12 H20199L51-1T2UNFTM... 20 199 104 508 5 24 235
5/8"x11 " H12110L32-11TUNCTM... 12 1.0 83 323 4 14 13.5
3/4"x10 10 H161350.38-1TOUNCTM... 16 13.5 92 38.1 5 15 16.5
7/8"x9 9 H161521L45-19UNCTM... 16 15.2 92 45.2 4 16 19.5
1"x8 8 H20170L51-I8UNCTM... 20 17.0 104 508 4 16 220

I *  Bore diameter applies to smallest thread dia.
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BSP (G) Helical
External / Internal
Internal
O Exterpa | Dy 7,T ‘?.\’l
, t ;&
Defined by: B.S.2779:1956
Tolerance class: Medium class L

Helical Flutes

2 x Do (Le < 2 x Thread Diameter)

Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth Bore Dia*
Standard tpi External / Internal D D2 L Le YA Zt mm
1/16"x28, 1/8"x28 28 HO6058L16-EI28BSPTM... 6 5.8 57 16.3 3 18 6.7
1/8"x28 28 H08077L20-EI28BSPTM... 8 77 63 20.0 3 22 8.7
1/4"X19, 3/8"x19 19 H10099L27-EI19BSPTM... 10 99 73 26.7 4 20 1.8
3/8"x19 19 H16134L33-EI19BSPTM... 16 134 92 334 4 25 15.2
172", 3/4"x14 14 H16157L44-EI14BSPTM... 16 15.7 92 435 5 24 19.0
1",1172", 2", 2 1/2"x11 il H20199L42-EI11BSPTM... 20 199 104 41.6 5 18 30.7
BSPT Helical
External / Internal
D2
,,,,,,,,,,,,,,,,, 1 @)
A=
Defined by: B.S.21:1985
Tolerance class: Standard BSPT -
Helical Flutes
Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth Bore Dia*
Standard tpi External / Internal D D2 L Le z 7t mm
1/16'x28 28 HO06058L16-EI28BSPT-TM... 58 57 16.3 3 18 6.7
1/8"x28 28 HO08077L20-EI28BSPT-TM... 8 7.7 63 20.0 3 22 8.7
1/4"x19 19 H10099L27-EI19BSPT-TM... 10 99 73 26.7 4 20 1.8
3/8"x19 19 H16134L33-EI19BSPT-TM.. 16 134 92 334 4 25 15.2
172", 3/4"x14 14 H16157144-EI14BSPT-TM... 16 15.7 92 435 5 24 19.0
1",11/2", 2", 2 1/2"x11 il H20199L42-EI11BSPT-TM... 20 199 104 41.6 5 18 30.7

I *  Bore diameter applies to smallest thread dia.

wnvarqus| s |

=
)
(%]
=
=




Contents Thread Turning Thread Milling MiniPro
NPT Helical
External / Internal
Internal
¢
””””””””””” 1V &

Defined by: USAS B2.1:1968
Tolerance class: Standard NPT

Helical Flutes

Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth Bore Dia*
Standard tpi External / Internal D D2 L Le VA Zt mm
116"x27 27 HO6053L09-EI27NPT-TM... 6 53 57 94 3 10 6.3
1/8"x27 27 HO08075L09-EI27NPT-TM... 8 75 63 94 4 10 8.5
1/4"X18 18 H10094L14-EIM8NPT-TM.. 10 94 73 14.1 4 10 1.1
3/8'x18 18 H12119L14-EN8NPT-TM... 12 19 83 14.1 4 10 14.5
172", 3/4"14 14 H16155L25-EI14NPT-TM... 16 15.5 92 254 5 14 17.7,23.0
1"-2"x11.5 11.5 H20199L33-EI11.5NPT-TM... 20 199 104 33.1 5 15 29.0-56.0
21/2",3'%x8 8 H20199L38-EISNPT-TM... 20 199 104 38.1 4 12 66.5
NPTF Helical
External / Internal
3001l 30° Internal
D2
,,,,,,,,,,,,,,,,, 1 @)
AN\
L
Defined by: ANSI 1.20.3-1976
Tolerance class: Standard NPTF
Helical Flutes
Thread Pitch Ordering Code Dimensions mm No. of Flutes  Teeth Bore Dia*
Standard tpi External / Internal D D2 L Le z Zt mm
116"x27 27 HO06053L09-EI27NPTFTM... 6 53 57 94 3 10 6.3
1/8"x27 27 HO08075L09-EI27NPTFTM... 8 75 63 94 4 10 84
1/4"x18 18 H10094L14-EIT8NPTFTM... 10 94 73 14.1 4 10 1.1
3/8"x18 18 H12119L14-El18NPTFTM... 12 19 83 14.1 4 10 14.7
172", 3/4"x14 14 H16155L25-EI14NPTFTM... 16 15.5 92 254 5 14 179,234
1"-2"x11.5 11.5  H20199L33-EI11.5NPTFTM... 20 19.9 104 331 5 15 29.4-56.2
21/2",3"x8 8 H20199L38-EISNPTFTM... 20 199 104 381 4 12 67.0

I *  Bore diameter applies to smallest thread dia.
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MiniPro

Tap 60°, Tap 55° Helical
Internal
Internal
h
,,,,,,,, - 5
External ¥
L
Helical Flutes - Taper 60°
TM Solid Helical Flutes for Bone Plate Applications
Pitch Ordering Code Taper  Thread Angle  Profile Height Dimensions mm No. of Flutes  Teeth
mm Internal a h D D2 D1 L Le z Zt
04 H06059L080-10.4TAP60TM... 20° 60° 0.20 6 59 32 57 8.0 3 20
0.5 H06059L090-10.5TAPE0TM... 20° 60° 0.25 6 59 29 57 9.0 3 18
Helical Flutes - Taper 55°
TM Solid Helical Flutes for Bone Plate Applications
Pitch Ordering Code Taper  Thread Angle  Profile Height Dimensions mm No. of Flutes  Teeth
mm Internal a h D D2 D1 L Le z 7t
0.3 H03028L039-10.3TAPS5TM... 20° 55° 0.18 3 2.8 1.5 38 39 3 13
0.35 H04039L063-10.35TAP55TM... 20° 55° 0.20 4 39 1.8 45 6.3 3 18
04 H06059L100-10.4TAPS5TM... 20° 55° 0.29 6 59 2.5 57 10.0 3 25
0.5 H06059L090-10.5TAP55TM... 20° 55° 0.33 6 59 29 57 9.0 3 18
0.6 HO06059L066-10.6TAP55TM... 20° 55° 047 6 59 38 57 6.6 3 11

ISO Metric

Internal

/8P External %
Defined by: R262 (DIN 13)

Tolerance class: 6H

Deep Threading - Long Tools for Deep Holes

3 x Do (L1 < 3 x Thread Diameter)

Thread Pitch Ordering Code Dimensions mm No. of Flutes  Teeth Bore Dia.
M Coarse mm Internal D D2 L L1 YA Zt mm
Méx1 1.0 D1T08041-11.01SOTM... 8 4.1 63 19 3 1 5.0
M8x1.25 1.25 D1T10058-11.25ISOTM... 10 5.8 73 26 3 1 6.8
M10x1.5 1.50 D1T10077-11.50I1SOTM... 10 7.7 73 32 3 1 8.5
M12x1.5 1.50 D1T12094-11.501SOTM... 12 94 83 38 4 1 10.5
M12x1.75 1.75 D1T12087-11.75ISOTM... 12 8.7 83 38 4 1 10.2
M14x2 2.0 D1T16102-12.01SOTM... 16 10.2 92 44 4 1 12.0
M16x2 20 D1T16122-12.01SOTM... 16 12.2 100 50 4 1 14.0
M18x2.5 2.50 D1T16129-12.5ISOTM... 16 129 108 57 5 1 155
M20x2.5 2.50 D1T16148-12.5ISOTM... 16 14.8 14 63 5 1 17.5

Winvargus| s |



Contents Thread Turning Thread Milling MiniPro

Partial Profile 60° Deep Threading

Internal

Internal

External % R |

Deep Threading - Long Tools for Deep Holes

Min. Thread Pitch Ordering Code Dimensions mm
M Coarse M Fine UN, UNS, UNF, UNEF mm tpi Internal D D2 L LU Z 7t
Moo Mx05_ - Nol0-56UNS No.10-48UNS, Nod0-40UNS, 508 3256  DITO4390LI60-ITAGOTM.. 4 390 45 16 4 1

M5X0.75  No.10-36UNS, No.10-32UNF

Mex05  NO12-56UNS, No.12-48UNS, /4-40UNS,
M6x1.0  yeXoJs  /-36UNS, %-32UNEF, %-28UNF, 0510 2456 DIT06485.200-TB6OTM.. 6 485 51 20 5 1
72 Vi-27UNS, /4-24UNS

M7x0.5, %6-48UNS, %16-40UNS, 716-36UNS,
M8x1.25  M7x0.75,  %e-32UNEF, %6-28UN, %6-27UNS, 0.5-1.25 20-48  D1T06590L250-ITF60TM... 6 590 64 25 5 1
M7.5x1.0  %6-24UNS, %6-20UN

M10.5x0.5,

- M11x0.75, 56‘32“7/’6‘28UNEE7/16‘27UN5' 05-10 24-56  DIT10990L350-TBEOTM... 10 990 73 35 6 1
M11x1.0 16-24UNS

M10x1.0,  %-24UNF, %-20UN, 7s-18UNS, _ B =
M10x1.5 MIOXT25 7 16UN 1.0-1.50 16-24  D1T08790L320-ITC60TM... 8§ 790 63 32 6 1

M12x1.0,

M12x175 MI2K1.25, o T R 10175 1424 DITI0990L380-TD6OTM.. 10 990 73 38 6 1
X1, !

M13.5x1.0,
- M14x1.25,  %6-24UNEF 1.0-1.75 1424 DI1T12119L450-ITD60TM... 12 1190 83 45 6 1
M14x1.5

i
)
(%]
=
=
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ISO Metric MilliPro

Internal

<« LT——>

/8P External %LI

Defined by: R262 (DIN 13) Le = Pitchx 3

Tolerance class: 6H Recommended Overhang

MilliPro

Miniature Thread Mills 2x Do (L1 < 2 x Thread Diameter)

Thread Pitch Ordering Code Dimensions mm No. of Flutes  Teeth Bore Dia*

M Coarse M Fine mm Internal D D2 L L1 z 7t mm
M1.6x0.35 0.35  D3T03012L034-10.35ISOTM... 3 1.20 30 34 3 3 1.25
M2x0.4 04 D3T06015L042-10.4ISOTM... 6 1.55 57 4.2 3 3 1.6
M2.2x0.45 045 D3T06016L046-10.45ISOTM... 6 1.65 57 4.6 3 3 1.75
M2.5x0.45 045  D3T06019L052-10.45I1SOTM... 6 1.95 57 5.2 3 3 2.05
M3x0.5 M3.5-M16x0.5 0.5 D3T06024L062-10.5ISOTM... 6 240 57 6.2 3 3 25
M3.5x0.6 0.6 D3T06027L073-10.61SOTM... 6 2.75 57 73 3 3 29
M4x0.7 0.7 D3T06031L083-10.7ISOTM... 6 315 57 8.3 3 3 33
M5x0.8 0.8 D3T06040L104-10.8ISOTM... 6 4.05 57 104 3 3 4.2
M6x1.0 M8-M40x1.0 1.0 D3T06048L125-11.01SOTM... 6 4.80 57 12.5 3 3 50
M8x1.25 1.25  D3T08065L166-11.25I1SOTM... 8 6.50 63 16.6 3 3 6.8
M10x1.5 M12-M48x1.50 1.50  D3T10082L208-11.50ISOTM... 10 8.20 73 20.8 3 3 8.5
M12x1.75 1.75  D3T10099L250-11.75ISOTM... 10 9.90 73 250 3 3 10.3
M16x2.0 20 D3T12119L330-12.01SOTM... 12 11.90 83 33.0 3 3 14.0
M20x2.5 250  D3T16159L413-12.5ISOTM... 16 15.90 92 4.3 3 3 17.5

MilliPro

Miniature Thread Mills 3 x Do (L1 < 3 x Thread Diameter)

Thread Pitch Ordering Code Dimensions mm No. of Flutes  Teeth Bore Dia*

M Coarse M Fine mm Internal D D2 L L1 z Zt mm
M1.6X0.35 0.35  D3T03012L050-10.35ISOTM... 3 1.20 30 50 3 3 1.25
M2x0.4 04 D3T03015L062-10.4ISOTM... 3 1.55 30 6.2 3 3 1.6
M2X0.4 04 D3T06015L062-10.4ISOTM... 6 1.55 57 6.2 3 3 1.6
M2.5x0.45 045  D3T03019L077-10.45I1SOTM... 3 1.95 30 77 3 3 2.05
M2.5x0.45 045  D3T06019L077-10.45ISOTM... 6 1.95 57 7.7 3 3 2.05
M3X0.5 M3.5-M16x0.5 0.5 D3T03024L092-10.5ISOTM... 3 240 30 9.2 3 3 2.5
M3x0.5 M3.5-M16x0.5 0.5 D3T06024L092-10.5ISOTM... 6 240 57 9.2 3 3 2.5
M4x0.7 0.7 D3T06031L123-10.7ISOTM... 6 3.15 57 12.3 3 3 33
M5x0.8 0.8 D3T06040L154-10.8I1SOTM... 6 4.05 57 154 3 3 4.2
Méx1.0 M8-M40x1.0 1.00  D3T06048L185-11.0ISOTM... 6 4.80 57 18.5 3 3 50
M8x1.25 1.25  D3T08065L246-11.25I1SOTM... 8 6.50 63 24.6 3 3 6.8

I *  Bore diameter applies to smallest thread dia.
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American UN MilliPro

Internal

Internal
60°

4p

<~ Ll ——

1/8P  External

Defined by: ANSI B1.1:74 Lo=Pitchx 3
Tolerance class: 2B Recommended Overhang
MilliPro
Miniature Thread Mills 2 x Do (L1 < 2 x Thread Diameter)
Thread Pitch Ordering Code Dimensions mm No. of Flutes  Teeth Bore Dia*
UNC UNF tpi Internal D D2 L L1 z Zt mm
No.1-72 72 D3T06014L039-172UNTM... 6 145 57 39 3 3 1.6
No.1-64 No.2-64 64 D3T06014L042-164UNTM... 6 140 57 4.2 3 3 1.5
No.2-56 No.3-56 56 D3T06016L050-I156UNTM... 6 1.65 57 50 3 3 1.8
No.3-48 No.4-48 48 D3T06019L060-148UNTM... 6 1.90 57 6.0 3 3 2.1
No4,No.5-40 No.6-40 40 D3T06021L060-140UNTM... 6 210 57 6.0 3 3 2.3
No.5-40 No.6-40 40 D3T06024L072-140UNTM... 6 245 57 7.2 3 3 2.6
No.8-36 36 D3T06033L087-136UNTM... 6 3.30 57 8.7 3 3 35
No.6,No.8-32 No.10-32 32 D3T06025L074-132UNTM... 6 2.55 57 74 3 3 2.8
No.8-32 No.10-32 32 D3T06032L100-132UNTM... 6 3.20 57 10.0 3 3 35
No.10-32 32 D3T06038L103-132UNTM... 6 3.80 57 10.3 3 3 4.0
1/4"%x28 28 D3T06052L132-128UNTM... 6 5.25 57 13.2 3 3 55
No.10-24 5/16"x24 24 D3T06035L102-124UNTM... 6 3.58 57 10.2 3 3 39
5/16"x24 24 D3T08066L165-124UNTM... 8 6.68 63 16.5 3 3 6.9
1/4"x20 7/16"x20 20 D3T06048L134-120UNTM... 6 4.88 57 134 3 3 5.2
7/16"x20 20 D3T10095L230-120UNTM... 10 9.55 73 230 3 3 99
5/16"x18 18 D3T08061L169-1T8UNTM... 8 6.15 63 169 3 3 6.6
3/8"x16 16 D3T08067L191-1T6UNTM... 8 6.70 63 19.1 3 3 8.0
7/16"x14 14 D3T10090L233-114UNTM... 10 9.00 73 23.3 3 3 94
MilliPro
Miniature Thread Mills 3x Do (L1 < 3 x Thread Diameter)
Thread Pitch Ordering Code Dimensions mm No. of Flutes  Teeth Bore Dia*
UNC UNF tpi Internal D D2 L L1 z 7t mm
No.1-72 72 D3T03014L057-172UNTM... 3 145 30 5.75 3 3 1.6
No.1-72 72 D3T06014L057-172UNTM... 6 1.45 57 5.75 3 3 1.6
No.2-56 No.3-56 56 D3T03016L070-I56UNTM... 3 1.65 30 70 3 3 1.8
No4,No.5-40 No.6-40 40 D3T03021L090-140UNTM... 3 2.10 30 9.0 3 3 2.3
No4,No.5-40 No.6-40 40 D3T06021L090-140UNTM... 6 210 57 9.0 3 3 2.3
No.5-40 No.6-40 40 D3T06024L100-140UNTM... 6 245 57 10.0 3 3 2.6
No.6,No.8-32 No.10-32 32 D3T03025L110-132UNTM... 3 2.55 30 1.0 3 3 2.8
No.6,No.8-32 No.10-32 32 D3T06025L110-132UNTM... 6 2.55 57 11.0 3 3 2.8
No.8-32 No.10-32 32 D3T06032L130-132UNTM... 6 3.20 57 13.0 3 3 34
No.10-32 32 D3T06038L150-132UNTM... 6 3.80 57 15.1 3 3 4.0
No.12-28 1/4"x28 28 D3T06044L170-128UNTM... 6 440 57 17.0 3 3 4.7
1/4"x28 28 D3T06052L196-128UNTM... 6 5.25 57 19.6 3 3 55
5/16"x24 24 D3T080661.245-124UNTM... 8 6.68 63 24.5 3 3 6.9
1/4"x20 7/16"x20 20 D3T06048L198-120UNTM... 6 4.88 57 19.8 3 3 51
5/16"x18 18 D3T08061L239-118UNTM... 8 6.15 63 24.0 3 3 6.6

I *  Bore diameter applies to smallest thread dia.
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UNJ MilliPro

Internal

Internal
60°

L
«— ] —>
R max 0.18042P

R min 0.15011P  External

Defined by: MIL-5-8879C Le =Pitchx3 3 Flutes
Tolerance class: 3B Recommended Overhang
MilliPro - Miniature Thread Mills 3 x Do (L1 < 3 x Thread Diameter)
Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth  Bore Dia*
UNJC UNJF tpi Internal D D2 L L1 z 7t mm
0.138"(#6) 0.190"(#10) 32 D3T06027L110-132UNJTM... 6 2.70 57 11.0 3 3 2.8
0.250"(1/4") 28 D3T06054L195-128UNJTM... 6 540 57 19.5 3 3 56
0.190"(#10) 24 D3T06037L149-124UNJTM... 6 3.70 57 14.9 3 3 4.0
0.3125"(5/16") 24 D3T08067L241-I24UNJTM... 8 6.70 63 241 3 3 70
0.250"(1/4") 20 D3T06050L195-120UNJTM... 6 5.00 57 19.5 3 3 53
0.4375"(7/16") 20 D3T10096L335-120UNJTM... 10 9.60 73 335 3 3 10.0
0.3125"(5/16") 0.5625"(9/16") 18 D3T08064L241-1T8UNJTM... 8 6.40 63 241 3 3 6.75
0.375"(3/8") 0.750"(3/4") 16 D3T08077L290-1T6UNJTM... 8 7.70 63 29.0 3 3 8.1
0.4375"(7/16") 0.875"(7/8") 14 D3T10092L335-114UNJTM... 10 9.20 73 335 3 3 9.5
0.500"(1/2") 13 D3T10099L385-113UNJTM... 10 9.90 73 38.5 3 3 11.0
MJ MilliPro
Internal
5/16P  Internal %
60° v
L =
<~ L1 —>
1/8P  External
Le =Pitchx3
Defined by: ISO 5855 3 Flutes
Tolerance class: 4h/6h-4H/5H Recommended Overhang
MilliPro - Miniature Thread Mills 3 x Do (L1 < 3 x Thread Diameter)
Thread Pitch Ordering Code Dimensions mm No. of Flutes  Teeth Bore Dia.
Standard mm Internal D D2 L L1 z 7t mm
MJ3x0.5 0.5 D3T06024L092-10.5MJTM... 6 240 57 9.2 3 3 2.6
MJ3.5x0.6 0.6 D3T06028L110-10.6MJTM... 6 2.85 57 11.0 3 3 3.0
MJ4x0.7 0.7 D3T06031L123-10.7MJTM... 6 3.15 57 12.3 3 3 34
MJ5x0.8 0.8 D3T06040L154-10.8MJTM... 6 4.05 57 154 3 3 43
MJ6x1.0 1.0 D3T06048L185-11.0MJTM... 6 4.80 57 18.5 3 3 51
MJ8x1.25 1.25 D3T08065L.246-11.25MJTM... 8 6.50 63 24.6 3 3 6.9
MJ10x1.5 1.50 D3T10082L308-11.50MJTM... 10 8.20 73 30.8 3 3 8.7
MJ12x1.75 1.75 D3T10099L370-11.75MJTM... 10 9.90 73 370 3 3 104
MJ14x2 2.0 D3T121191425-12.0MJTM... 12 11.90 83 42.5 3 3 12.25

I *  Bore diameter applies to smallest thread dia.
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ISO Metric MilliPro Dental

Internal

1/4pP

Internal
60

L D2
1 | —> <
f
" Eeral S— 0
Defined by: R262 (DIN 13) Recommended Overhang 3 Flutes
Tolerance class: 6H
MilliPro Dental
Miniature Thread Mills for Dental Implants 3xDo (L1=<3 x Thread Diameter)
Thread Pitch Ordering Code Dimensions mm Hg'tgsf Teeth Bore Dia.
M Coarse M Fine mm Internal D D2 L L1 z 7t mm
M1.0x0.25 M1.4x0.25 0.25 D1T03007L031-10.25I1SOTM... 3 0.70 31 3.1 3 1 0.75
M1.2x0.25 M1.4x0.25 0.25 D1T03009L038-10.25ISOTM... 3 0.90 31 3.8 3 1 0.95
M1.4x0.3 - 0.30 D1T03011L044-10.30I1SOTM... 3 1.05 31 4.4 3 1 115
M1.6x0.35 - 0.35 D1T03012L050-10.35ISOTM... 3 1.20 31 5.0 3 1 1.30
M1.8x0.35 M2.0x0.35 0.35 D1T03014L056-10.35ISOTM... 3 140 31 5.6 3 1 1.50
M2.0x0.4 = 0.40 D1T03015L062-10.401SOTM... 3 1.50 31 6.2 3 1 1.65
M2.5x0.45 - 0.45 D1T03019L077-10.45I1SOTM... 3 1.95 31 7.7 3 1 210
American UN MilliPro Dental
Internal
pel
Ke}
(%]
=
'—
L D2
L1
f
o= ( D
178 External v
Defined by: ANSI B1.1:74 Recommended Overhang 3 Flutes
Tolerance class: 2B
MilliPro Dental
Miniature Thread Mills for Dental Implants 3xDo (L1=3 x Thread Diameter)
Thread Pitch Ordering Code Dimensions mm H?ﬁg Teeth Bore Dia.
UNF tpi Internal D D2 L L1 z 7t mm
0-80 80 D1T03011L046-I180UNTM... 3 1.15 31 4.6 3 1 1.30
1-72 72 D1T03014L065-172UNTM... 3 145 31 6.5 3 1 1.60

The MilliPro Dental line was specially designed for machining Titanium and Stainless Steel in high RPM.
MilliPro Dental D1T tools are also suitable for general use applications.
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ISO Metric

MilliPro EL

Internal

1/4P

Internal
60

1/8P

External

Defined by: R262 (DIN 13)
Tolerance class: 6H

Le =Pitchx 3

Max. Overhang 66.0mm

3 Flutes

MilliPro EL

Miniature Thread Mills , Extra Long Tools

2 x Do (L1 < 2 x Thread Diameter)

Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth  Bore Dia.*
M Coarse M Fine mm Internal D D2 L L1 Z Zt mm
M2x0.4 04 D3T06015L042-10.4ISOTML... 6 1.55 100 4.2 3 3 1.6
M2.5x0.45 045 D3T06019L052-10.45ISOTML... 6 1.95 100 5.2 3 3 2.05
M3x0.5 M3.5-M16x0.5 0.5 D3T06024L062-10.5ISOTML... 6 240 100 6.2 3 3 25
American UN MilliPro EL
Internal
L
<« L1 —>
1/8P  External v
Le =Pitchx3

Defined by: ANSI B1.1:74
Tolerance class: 2B

Max. Overhang 66.0mm

3 Flutes

MilliPro EL

Miniature Thread Mills, Extra Long Tools

2x Do (L1 < 2 x Thread Diameter)

Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth  Bore Dia*
UNC UNF tpi Internal D D2 L L1 YA Zt mm
No.2-56 No.3-56 56 D3T06016L050-156UNTML... 6 1.65 100 50 3 3 1.8
No.4, No.5-40 No.6-40 40 D3T06021L060-140UNTML... 6 2.10 100 6.0 3 3 2.3
No.6, No.8-32 No.10-32 32 D3T06025L074-132UNTML... 6 2.55 100 74 3 3 2.8
No.8-32 No.10-32 32 D3T06032L100-132UNTML... 6 3.20 100 10.0 3 3 34

I *  Bore diameter applies to smallest thread dia.

Tnvargus| sss |

=
)
(%]
=
=




Contents Thread Turning Thread Milling MiniPro

ISO Metric MilliPro HD

Internal

1/4P Internal

60

<~ |1 —>

1/8P External 4-6 Flutes
Recommended Overhang

Defined by: R262 (DIN 13)
Tolerance class: 6H

Left Hand Tool

MilliPro HD

Miniature Thread Mills for Hard Materials Up to 62HRc 2 x Do (L1 < 2 x Thread Diameter)
Thread Pitch Ordering Code Dimensions mm Ha'tgsf Teeth  Bore Dia*

M Coarse M Fine mm Internal D D2 L L1 z 7t mm
M2x0.4 04 S2L06015L042-10.4I1SOTM... 6 1.55 76 4.60 4 2 1.6
M2.2x0.45 045 S2L06016L046-10.45I1SOTM... 6 1.65 76 5.05 4 2 1.8
M2.5x0.45 0.45 S2L06019L052-10.45ISOTM... 6 1.95 76 5.65 4 2 2.05
M3x0.5 M3.5-M16x0.5 0.5 S2L06024L062-10.5ISOTM... 6 240 76 6.75 4 2 2.55
M3.5x0.6 0.6 S2L06027L073-10.6I1SOTM... 6 2.75 76 790 4 2 295
M4x0.7 0.7 S2L06031L083-10.7ISOTM... 6 3.15 76 9.05 4 2 3.35
M5x0.8 0.8 S2L06040L104-10.8ISOTM... 6 4.05 76 11.20 4 2 4.3
M6x1.0 M8-M40x1.0 1.0 S2L06048L125-11.01SOTM... 6 4.80 76 13.50 5 2 51
M8x1.25 1.25 S2L08065L166-11.25ISOTM... 8 6.50 80 17.85 5 2 6.8
M10x1.5 M12-M48x1.50 1.50 S2L08079L208-11.50ISOTM... 8 790 80 22.30 6 2 8.6
M12x1.75 1.75 S2L10099L.250-11.75ISOTM... 10 9.90 101 26.75 6 2 104

MilliPro HD

Miniature Thread Mills for Hard Materials Up to 62HRc 3 x Do (L1 < 3 x Thread Diameter)

Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth ~ Bore Dia*
M Coarse M Fine mm Internal D D2 L L1 z 7t mm
M2x0.4 04 S2L06015L062-10.4I1SOTM... 6 1.55 76 6.60 4 2 1.6
M2.5x0.45 0.45 S2L06019L077-10.45ISOTM... 6 1.95 76 8.15 4 2 2.05
M3x0.5 M3.5-M16x0.5 0.5 S2L06024L092-10.5ISOTM... 6 240 76 9.75 4 2 2.55
M4x0.7 0.7 S2L06031L123-10.7ISOTM... 6 315 76 13.05 4 2 3.35
M5x0.8 0.8 S2L06040L154-10.8ISOTM... 6 4.05 76 16.20 4 2 4.3
Méx1.0 M8-M40x1.0 1.0 S2L06048L185-11.01SOTM... 6 4.80 76 19.50 5 2 51
M8x1.25 1.25 S2L08065L246-11.25I1SOTM... 8 6.50 80 25.85 5 2 6.8
Roughing (Partial Profile) Finish (Full Profile)

Two cutting teeth: Partial Profile for
leading tooth followed by Full Profile
for finishing.

MilliPro HD Tools are left
handed. For CNC use M04 code.

The work direction should be from
the top to the bottom (Climb Milling).

1 Pitch

I *  Bore diameter applies to smallest thread dia.
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American UN

Thread Turning Thread Milling MiniPro

MilliPro HD

Internal

<« |1 —>

<« O >

External

1/8P

Recommended Overhang

4-6 Flutes

Defined by: ANSI B1.1:74
Tolerance class: 2B

Left Hand Tool

MilliPro HD
Miniature Thread Mills for Hard Materials Up to 62HRc

2 x Do (L1 < 2 x Thread Diameter)

Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth  Bore Dia*

UNC UNF tpi Internal D D2 L L1 yA 7t mm
No.2-56 No.3-56 56 52L06016L050-I56UNTM... 6 1.65 76 545 4 2 1.80
No.3-48 No.4-48 48 S2L06019L060-148UNTM... 6 1.90 76 6.53 4 2 2.10
No.4-40, No.5-40 No.6-40 40 $2L06021L060-140UNTM... 6 210 76 6.64 4 2 2.35
No.5-40 No.6-40 40 S2L06024L072-140UNTM... 6 245 76 7.84 4 2 2.65
No.8-36 36 52L06033L087-136UNTM... 6 3.30 76 9.41 4 2 3.55

No.6-32, No.8-32 No.10-32 32 52L06025L074-132UNTM... 6 2.55 76 8.20 4 2 2.85
No.8-32 No.10-32 32 52L06032L100-132UNTM... 6 3.20 76 10.79 4 2 3.50
No.10-32 32 S2L06037L100-132UNTM... 6 3.70 76 10.80 4 2 417

1/4"x28 28 S2L06052L132-128UNTM... 6 5.25 76 141 5 2 5.55

No.10-24 5/16"x24 24 S2L06035L102-124UNTM... 6 3.58 76 11.26 4 2 390
5/16'x24 24 52L08066L165-124UNTM... 8 6.68 80 17.56 5 2 7.00

1/4"-20 7/16"x20 20 52L06048L134-120UNTM... 6 4.88 76 14.67 5 2 5.20
7/16"x20 20 S2L10095L230-120UNTM... 10 9.55 101 24.27 6 2 9.90

5/16'x18 18 S2L08061L160-1T8UNTM... 8 6.15 80 18.17 4 2 6.50
3/8"x16 16 S2L08076L197-1T6UNTM... 8 765 80 21.29 5 2 8.00
7/16"x14 14 S2L10090L233-114UNTM... 10 9.00 101 2511 6 2 9.50
1/2"x13 13 S2L10099L.256-113UNTM... 10 9.90 101 2755 6 2 10.90

MilliPro HD

Miniature Thread Mills for Hard Materials Up to 62HRc

3 x Do (L1 < 3 x Thread Diameter)

Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth ~ Bore Dia*

UNC UNF tpi Internal D D2 L L1 z Zt mm
No.4-40, No.5-40 No.6-40 40 S2L06021L090-140UNTM... 6 2.10 76 9.64 4 2 2.35
No.5-40 No.6-40 40 S2L06024L100-140UNTM... 6 245 76 10.64 4 2 2.65
No.6-32, No.8-32 No.10-32 32 S2L06025L110-132UNTM... 6 2.55 76 11.79 4 2 2.85
No.8-32 No.10-32 32 S2L06032L130-132UNTM... 6 3.20 76 13.79 4 2 3.50
1/4"x28 28 S2L06052L196-128UNTM... 6 5.25 76 20.51 5 2 5.55

5/16"x24 24 S2L08066L245-124UNTM... 8 6.68 80 25.56 5 2 700

1/4"x20 7/16"x20 20 S2L06048L198-120UNTM... 6 4.88 76 21.07 5 2 5.20
5/16"x18 18 S2L08061L240-118UNTM... 8 6.15 80 26.17 4 2 6.50
7/16'x14 14 S2L10090L335-114UNTM... 10 9.00 101 3531 6 2 9.50

Roughing (Partial Profile)

T Finish (Full Profile)

Two cutting teeth: Partial Profile for
leading tooth followed by Full Profile
for finishing.

The work direction should be from
the top to the bottom (Climb Milling).

1 Pitch

MilliPro HD Tools are left

handed. For CNC use M04 code.

I *  Bore diameter applies to smallest thread dia.
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Contents Thread Turning Thread Milling MiniPro

Tap 60°, Tap 55° Straight

Internal

Internal

QO —»

""""" 0o o C
External

e

Straight Flutes - Taper 60°
TM Solid Straight Flutes for Bone Plate Applications

Pitch Ordering Code Taper  Thread Angle  Profile Height Dimensions mm No. of Flutes  Teeth
mm Internal a h D D2 D1 L Le VA /t
04 S06059L080-10.4TAP6QTM... 20° 60° 0.20 6 59 32 57 8.0 3 20
0.5 S06059L090-10.5TAP60TM... 20° 60° 0.25 6 59 29 57 9.0 3 18

Straight Flutes - Taper 55°
TM Solid Straight Flutes for Bone Plate Applications

Pitch Ordering Code Taper  Thread Angle  Profile Height Dimensions mm No. of Flutes  Teeth
mm Internal a h D D2 D1 L Le z Zt
0.3 S03028L039-10.3TAP55TM... 20° 55° 0.18 3 2.8 1.5 38 39 3 13
0.35  S04039L063-10.35TAP55TM... 20° 55° 0.20 4 39 1.8 45 6.3 3 18
04 S06059L100-10.4TAP55TM... 20° 55° 0.29 6 59 2.5 57 10.0 3 25
0.5 S06059L090-10.5TAPS5TM... 20° 55° 0.33 6 59 29 57 9.0 3 18
0.6 S06059L066-10.6TAPS5TM... 20° 55° 047 6 59 3.8 57 6.6 3 1

i
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Contents Thread Turning Thread Milling MiniPro

ISO Metric Straight

External / Internal

1/4P

Internal

w .

1/8P External

Defined by: R262 (DIN 13)
Tolerance class: 6g/6H

Straight Flutes - External

Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth

Min. Dia. mm External D D2 L Le z 7t h mm
M3 0.50 S06059-E0.5ISOTM... 6 590 57 15.0 3 30 0.31
M4.5 0.75 S08079-E0.75ISOTM... 8 790 63 19.5 3,5% 26 0.46
Mé 1.00 S10099-E1.0ISOTM... 10 9.90 72 24.0 5 24 0.61
M10 1.50 S12119-E1.5ISOTM... 12 11.90 83 30.0 5 20 0.92
M14 2.00 S12119-E2.0ISOTM... 12 11.90 83 300 5 15 1.23
M24 3.00 S16159-E3.0I1SOTM... 16 15.90 92 36.0 5 12 1.84
M36 4.00 S16159-E4.0I1SOTM... 16 15.90 92 40.0 5 10 245
M64 6.00 S20199-E6.0ISOTM... 20 19.90 104 36.0 5 6 3.68

Straight Flutes - Internal

Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth

Min. Dia. mm Internal D D2 L Le z 7t h mm
M4.5 0.75 S04030-10.75I1SOTM... 4 3.00 42 6.7 3 9 043
M8 0.75 S06059-10.75ISOTM... 6 590 57 15.0 3 20 043
M5 0.80 S04036-10.8ISOTM... 4 3.60 42 8.0 3 10 0.46
Mé 1.00 S06040-11.01SOTM... 6 4.00 57 9.0 3 9 0.58
M12 1.00 S08079-11.01SOTM... 8 790 63 20.0 3,5% 20 0.58
M8 1.25 S06050-11.25ISOTM... 6 5.00 57 12.5 3 10 0.72
M10 1.50 S06059-11.5ISOTM... 6 590 57 15.0 3 10 0.87
M14 1.50 S10099-11.5ISOTM... 10 9.90 72 24.0 5 16 0.87
M18 1.50 S12119-11.5ISOTM... 12 11.90 83 300 5 20 0.87
M12 1.75 S08079-11.75I1SOTM... 8 790 63 19.2 3,5% " 1.01
M16 2.00 S10099-12.0ISOTM... 10 990 72 24.0 5 12 1.15
M18 2.00 S12119-12.01SOTM... 12 11.90 83 30.0 5 15 1.15
M20 2.50 S12119-12.5I1SOTM... 12 11.90 83 300 5 12 144
M24 3.00 S16159-13.0ISOTM... 16 15.90 92 36.0 5 12 1.73
M30 3.50 S16159-13.5ISOTM... 16 15.90 92 38.5 5 " 2.02
M36 4.00 S16159-14.01SOTM... 16 15.90 92 40.0 5 10 2.31
M48 5.00 S20199-15.0I1SOTM... 20 19.90 104 40.0 5 8 2.89
M64 6.00 S20199-16.01SOTM... 20 19.90 104 36.0 5 6 346

I * Available in 3 and 5 flutes. Add 3 or 5 to the ordering code (TM3../TM5...).
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Contents Thread Turning Thread Milling MiniPro

American UN Straight

External / Internal

Internal
60°

1/4P

1/8P  External

Defined by: ANSI B1.1:74
Tolerance class: 2A/2B

Straight Flutes - External

Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth

Min. Dia. tpi External D D2 L Le z Zt h mm
No.6 32 S06059-E32UNTM... 6 590 57 14.3 3 18 0.49
No.12 28 S08079-E28UNTM... 8 790 63 199 3, 5% 22 0.56
1/4" 20 S10099-E20UNTM... 10 9.90 72 229 5 18 0.78
5/16" 18 S10099-E18UNTM... 10 9.90 72 24.0 5 17 0.87
3/8" 16 S12119-E16UNTM... 12 11.90 83 28.6 5 18 0.97
9/16" 12 S12119-E12UNTM... 12 11.90 83 29.6 5 14 1.30
1" 8 S16159-E8UNTM... 16 15.90 92 381 5 12 1.95
13/8" 6 S20199-E6UNTM... 20 19.90 104 381 5 9 2.60

Straight Flutes - Internal

Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth

Min. Dia. tpi Internal D D2 L Le z 7t h mm
No.8 36 S04030-136UNTM... 4 3.00 42 6.3 3 9 041
No.8 32 S04030-132UNTM... 4 3.00 42 6.3 3 8 0.46
5/16" 32 S06059-132UNTM... 6 590 57 14.3 3 18 046
No.12 28 S04036-128UNTM... 4 3.60 42 8.2 3 9 0.52
716" 28 S08079-128UNTM... 8 790 63 199 3,5% 22 0.52
No.12 24 S06040-124UNTM... 6 4.00 57 8.5 3 8 0.61
1/4" 20 S06040-120UNTM... 6 4.00 57 10.2 3 8 0.73
9/16" 20 S10099-120UNTM... 10 9.90 72 229 5 18 0.73
5/16" 18 S06050-1T8UNTM... 6 5.00 57 127 3 9 0.81
9/16" 18 S10099-118UNTM... 10 9.90 72 24.0 5 17 0.81
3/8" 16 S06059-1T6UNTM... 6 590 57 14.3 3 9 092
3/4" 16 S12119-116UNTM... 12 11.90 83 286 5 18 0.92
716" 14 S08079-114UNTM... 8 790 63 18.1 3,5% 10 1.05
172" 13 S08079-113UNTM... 8 790 63 19.5 3, 5% 10 1.13
9/16" 12 S10099-112UNTM... 10 9.90 72 233 5 11 1.22
1" 12 S12119-112UNTM... 12 11.90 83 29.6 5 14 1.22
5/8" 1 S10099-1TTUNTM... 10 9.90 72 231 5 10 1.33
3/4" 10 S12119-110UNTM... 12 11.90 83 279 5 1 147
7/8" 9 S16159-I9UNTM... 16 15.90 92 333 5 12 1.63
1" 8 S16159-18UNTM... 16 15.90 92 381 5 12 1.83
11/8" 7 S16159-17UNTM... 16 15.90 92 36.3 5 10 2.09
13/8" 6 S20199-16UNTM... 20 19.90 104 38.1 5 9 244
13/4" 5 S20199-I5UNTM... 20 19.90 104 40.6 5 8 293
2" 4.5 S20199-14.5UNTM... 20 19.90 104 39.5 5 7 3.26

I * Available in 3 and 5 flutes. Add 3 or 5 to the ordering code (TM3../TM5...).
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BSW Straight

External / Internal

R0.137P Internal
553

AVAVAN -~ .
R0.137P | T ,,g l@

External W 777777777 | v “

Defined by: B.5.84:1956, DIN 259, 1S0228/1:1982 L
Tolerance class: Medium class A

Iw
h
¥ |

Straight Flutes

Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth
Min. Dia. tpi External / Internal D D2 L Le z 7t h mm
1/4" 20 S06040-EI20BSWTM... 6 4.00 57 10.16 3 8 0.81
5/16" 18 S06050-EIM8BSWTM... 6 5.00 57 11.29 3 8 0.90
3/8" 16 S06059-EM6BSWTM... 6 590 57 14.29 3 9 1.02
7/16" 14 S08079-EIM4BSWTM... 8 790 63 18.14 3, 5% 10 1.16
172" 12 S08079-El12BSWTM... 8 790 63 19.05 3,5% 9 1.36
5/8" " S10099-EIMBSWTM... 10 9.90 72 23.09 5 10 148
3/4" 10 S12119-EITOBSWTM... 12 11.90 83 2794 5 n 1.63
7/8" 9 S12119-EI9BSWTM... 12 11.90 83 28.22 5 10 1.81
1 8 S16159-EI8BSWTM... 16 15.90 92 38.10 5 12 2.03
11/8" 7 S16159-EI7BSWTM... 16 15.90 92 36.29 5 10 2.32
13/8" 6 S16159-EI6BSWTM... 16 1590 92 38.10 5 9 2.71
15/8" 5 S20199-EISBSWTM... 20 19.90 104 40.64 5 8 3.25
17/8" 4.5 S20199-EI14.5BSWTM... 20 19.90 104 39.51 5 7 3.61
BSP Straight
External / Internal
R0.137p  Internal
2 = PR D2
ﬁ S $
AN o —— 1 @
External ]
Defined by: B.5.2779:1956
Tolerance class: Medium class
Straight Flutes
Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth
Min. Dia. tpi External / Internal D D2 L Le z Zt h mm
1/16" 28 S06059-EI28BSPTM... 6 590 57 14.51 3 16 0.58
1/4" 19 S08079-EI19BSPTM... 8 790 63 18.72 3, 5% 14 0.86
1/2" 14 S12119-El14BSPTM... 12 11.90 83 29.03 5 16 1.16
1" 1 S16159-EI11BSPTM... 16 15.90 92 34.64 5 15 148

I * Available in 3 and 5 flutes. Add 3 or 5 to the ordering code (TM3../TM5...).
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Contents Thread Turning Thread Milling MiniPro

BSPT Straight

External / Internal

R0.137P Internal
275° 1 27.5°

Defined by: B.5.21:1985
Tolerance class: Standard BSPT

Straight Flutes

Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth
Min. Dia. tpi External / Internal D D2 L Le z 7t h mm
1/16" 28 S06059-EI28BSPT-TM... 6 590 57 9.98 3 1 0.58
1/4" 19 S08079-EI19BSPT-TM... 8 790 63 14.71 3, 5% " 0.86
172" 14 S12119-El14BSPT-TM... 12 11.90 83 19.96 5 " 1.16
1" N S16159-EIMBSPT-TM... 16 15.90 92 39.25 5 17 148
NPT Straight

External / Internal

300 30° Internal
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Defined by: USAS B2.1:1968
Tolerance class: Standard NPT

Straight Flutes

Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth

Min. Dia. tpi External / Internal D D2 L Le z 7t h mm
116" 27 S06059-EI27NPT-TM... 6 5.90 57 941 3 10 0.66
1/4" 18 S08079-EI8NPT-TM... 8 790 63 141 3,5% 10 1.01
1/2" 14 S12119-EIT4NPT-TM... 12 11.90 83 19.96 5 n 133
1" 1.5 S16159-El11.5NPT-TM... 16 15.90 92 26.51 5 12 1.64
21/2" 8 S16159-EISNPT-TM... 16 15.90 92 38.10 5 12 242

I * Available in 3 and 5 flutes. Add 3 or 5 to the ordering code (TM3../TM5...).
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ANPT Straight

External / Internal

«<— |e [
e 7
p—— |0 @)
NS
Defined by: MIL-P-7105B L
Tolerance class: Standard ANPT
Straight Flutes
Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth
Min. Dia. tpi External / Internal D D2 L Le z Zt h mm
1/4" 18 S08079-EIT8ANPT-TM... 8 790 63 1411 5 10 110
172" 14 S12119-ElT4ANPT-TM... 12 11.90 83 19.96 5 1 142

=
)
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=
=
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Contents Thread Turning Thread Milling MiniPro

NPTE Straight

External / Internal

Internal
D2
[« Le

""""" T W% @}

External

Defined by: ANSI 1.20.3-1976
Tolerance class: Standard NPTF

Straight Flutes

Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth

Min. Dia. tpi External / Internal D D2 L Le z 7t h mm
1/16" 27 S06059-EI27NPTFTM... 6 590 57 941 3 10 0.64
1/4" 18 S08079-EIM8NPTFTM... 8 790 63 14.11 3, 5% 10 1.0
172" 14 S12119-EIT4ANPTFTM... 12 11.90 83 19.96 5 11 1.35
1" 11.5 S16159-EI11.5NPTFTM... 16 15.90 92 26.51 5 12 1.63
21/2" 8 S16159-EISNPTFTM... 16 15.90 92 38.10 5 12 2.38

Pg Straight

External / Internal

BRI Internal

s
3 80°
=
—

RO.107P

External

Defined by: DIN 40430
Tolerance class: Standard

Straight Flutes

Thread Pitch Ordering Code Dimensions mm No. of Flutes Teeth
tpi External / Internal D D2 L Le z Zt hmm
Pg7 20 S08079-EI20PGTM... 8 790 63 19.05 3,5% 15 0.61
Pg9, 11,135, 16 18 S10099-EI8PGTM... 10 9.90 72 2399 5 17 0.67
Pg21, 29, 36,42, 48 16 S12119-EIN6PGTM... 12 11.90 83 28.58 5 18 0.76

I * Available in 3 and 5 flutes. Add 3 or 5 to the ordering code (TM3../TM5...).
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MiniPro
Grades and Their Applications
VTH
Helicool HCR HCC
MilliPro MilliPro Dental MilliPro HD
MilliPro EL Deep Threading Helical

« A general-purpose, heavy duty thread milling grade
« TiCN coated for high resistance to wear

Straight

«» A general-purpose grade, specially
designed for TM Solid Straight Flute cutters

VTS )

« TiAIN coated for high resistance to wear

— VTN —

HTC (Thriller)

» Uncoated grade
« First choice for Aluminium and general use

7 VTS ]

HTC (Thriller)

« TIAIN coated grade

« First choice for Cast Iron and general use

VARGUS
seENivusT

Tool Selector and CNC
Program Generator

.....................
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TM Solid

Contents Thread Turning Thread Milling MiniPro

Recommended Cutting Speeds Vc [m/min] and Feed f [mm/tooth]

S Vc [m/min] Feed [mm/tooth]
=z Helicool, HCR, HCC,
= Hardness| Helical, Sraight, | MilliPro Deep Helicool
Material | = Brinell | Deep Threading Helical | Straight Threading HCC MilliPro
Group |~ | Material HB [ VTH | VTS | VTH HCR
1 Low Carbon (C=0.1-0.25%) 125 | 80-250 | 50-180 | 60-120 | 0.03-0.08 | 0.03-0.08| 0.10-035 | 0.03-0.08 | 0.02-0.16
2 | Unalloyed Steel | Medium Carbon (G=0.25-0.55%) 150 | 80-230 | 50-140 | 60-120 | 0.03-0.08 | 0.03-0.08| 0.08-0.30| 0.03-0.08 | 0.02-0.16
3 High Carbon (C=0.55-0.85%) 170 | 80-200 | 50-120 | 60-90 | 0.03-0.08 | 0.03-0.06| 0.08-0.30| 0.03-0.08 | 0.02-0.16
4 Non Hardened 180 | 60-180 | 60-170 | 60-90 | 0.03-0.08 | 0.03-0.07| 0.08-0.30| 0.03-0.08 | 0.02-0.16
Low Alloy Steel
5 | (alloying Hardened 275 | 60-170 | 60-160 | 50-80 | 0.03-0.07 | 0.03-007| 0.08-0.30| 0.03-0.07 | 0.02-0.07
elements<5%)
6 Hardened 350 | 60-160 | 60-150 | 50-80 | 0.02-0.05 | 0.02-0.04| 0.05-015 | 0.02-0.06 | 0.02-0.03
7 l('iilf_iJhVA||0y5tee| Annealed 200 | 40-100 | 40-90 | 50-80 | 0.03-0.07 | 0.03-0.07| 010-0.24 | 0.03-0.07 | 0.02-0.09
alloying
8 |elements>5%) | Hardened 325 | 30-80 | 3070 | 50-80 | 0.02-004 | 0.02-0.05| 0.05-015 | 0.03-0.06 | 0.02-0.03
9 N Low Alloy (alloying elements <5%)| 200 | 80-250 | 70-200 | 70-90 | 0.03-0.08 | 0.03-0.06| 0.08-030 | 0.03-0.07 | 0.02-0.16
ast Stee
10 High Alloy (alloying elements >5%)| 225 | 60-170 | 60-150 | 60-80 | 0.03-0.05 | 0.03-0.06| 0.05-0.15 | 0.03-0.07 | 0.02-0.03
n Stainless Steel Non Hardened 200 | 60-150 | 50-140 | 60-90 | 0.04-0.07 | 0.02-0.05| 0.11-035 | 0.03-0.08 | 0.02-0.16
12 | Ferritic Hardened 330 | 60-120 | 50-110 | 50-80 | 0.02-0.06 | 0.01-0.03| 0.05-0.24 | 0.03-0.06 | 0.02-0.03
13 Stainless Steel Austenitic 180 | 60-140 | 60-130 | 60-90 | 0.03-0.08 | 0.02-0.05| 0.1-0.35 | 0.03-0.08 | 0.02-0.16
M 14 | Austenitic Super Austenitic 200 | 60-130 | 50-120 | 50-80 | 0.03-0.08 | 0.02-0.05| 0.11-035 | 0.03-0.06 | 0.02-0.16
Stg{gﬁss 15 Stainless Steel Non Hardened 200 | 60-160 | 50-150 | 60-90 | 0.03-0.08 | 0.02-0.05| 0.11-0.35 | 0.03-0.06 | 0.02-0.16
16 | Cast Ferritic Hardened 330 | 60-110 | 50-100 | 50-80 | 0.02-0.05 | 0.02-0.03| 0.10-0.24 | 0.02--0.05 | 0.02-0.03
17 | stainless Steel Austenitic 200 | 60-150 | 50-140 | 60-90 | 0.03-0.08 | 0.02-006| 0.11-035 | 0.02-0.05 | 0.02-0.16
Cast Austenitic | (j5gened 330 | 60-100 | 50-90 | 50-80 | 0.02-0.05 | 0.01-0.03| 0.10-0.24 | 0.02-0.04 | 0.02-0.03
Malleable Ferritic (short chips) 130 | 60-70 | 60-150 | 50-80 | 0.03-0.08 | 0.03-0.08| 0.05-0.15| 0.03-0.08 | 0.02-0.03
Castlron Pearlitic (long chips) 230 | 60-150 | 80-100 | 60-90 | 0.03-0.08 | 0.03-0.06| 0.10-0.24 | 0.03-0.07 | 0.02-0.12
Low Tensile Strength 180 | 70-160 | 50-140 | 70-100 | 0.03-0.08 | 0.03-0.06| 0.09-025 | 0.03-007 | 0.02-0.16
Grey Cast Iron - -
High Tensile Strength 260 | 40-120 | 40-110 | 60-90 | 0.02-0.06 | 0.02-0.05| 0.10-0.24 | 003-0.07 | 0.02-0.12
Ferritic 160 | 40-110 | 40-100 | 70-100 | 0.03-0.08 | 0.03-0.07| 0.09-0.25 | 0.03-0.08 | 0.02-0.16
Nodular Sg Iron —
Pearlitic 260 | 40-100 | 40-90 | 60-90 | 0.02-006 | 0.02-0.05| 0.10-0.24 | 0.03-0.07 | 0.02-0.12
ﬁhuminium Non Aging 60  |200-300|150-250 | 60-250 | 0.05-0.12 | 0.05-0.15| 0.12-040 | 0.04-0.1 | 0.03-0.15
oys
Wrought Aged 100 |150-250|100-220| 60-150 | 0.05-012 | 003-0.1 | 010-032 | 0.03-01 | 0.03-016
o Cast 75 |100-200| 80-150 | 60-250 | 0.05-0.12 | 0.05-0.15| 010-0.32 | 003-0.1 | 0.03-0.16
Aluminium Alloys
Cast & Aged 90 |120-220| 90-160 | 60-150 | 0.05-0.12 | 0.03-01 | 010-030| 0.06-0.12 | 0.02-0.16
Aluminium Alloys | Cast Si 13-22% 130 |200-300[150-250| 250 | 0.05-0.12 | 0.05-0.15| 0.10-032 | 0.05-0.12 | 0.03-0.15
Copper and Brass 90  |200-300|150-250 | 60-250 | 0.06-0.13 | 0.05-0.15| 0.12-040 | 0.05-0.12 | 0.03-0.16
CopperAlloys | gronze And Non Leaded Copper 100 [150-250{100-220| 60-150 | 0.05-012 | 0.03-0.1 | 010-0.32 | 0.05-012 | 0.03-0.15
Annealed (iron based) 200 | 30-60 | 30-50 | 60 | 0.03-007 | 002-0.04| 011-0.35 | 003-0.7 | 002-0.16
S 20 | High Temperature | Aged (iron based) 280 | 20-50 | 20-40 | 50 | 002-004 | 0.01-0.03| 0.05-0.15 | 0.03-0.06 | 0.02-0.03
21 | Alloys Annealed (nickel or cobalt based) 250 15-35 | 15-30 35 0.02-0.04 | 0.01-0.03| 0.05-0.15 | 0.03-0.06 | 0.02-0.03
Heat 17, Aged (nickel or cobalt based 1530 | 152
N — ged (nickel or cobalt based) 350 530 | 1525 | 30 | 002-004 | 001-0.03| 0.05-0.15 | 0.02-0.05 | 0.02-0.03
Material | 23| Pure 995 Ti 400Rm | 40-80 | 3070 | 30-50 | 002-0.04 | 001-0.03| 010-0.24 | 0.02-0.05 | 0.02-0.07
— Titanium Alloys
24 a+B Alloys 1050Rm | 20-50 | 20-45 | 25-35 | 0.02-0.04 | 0.01-0.02| 0.10-0.24 | 0.02-0.04 | 0.02-0.07
H 25 45-50HRc| 15-45 | 1535 | 45 | 002-003 | 002 | 003-006| 0.02-0.03
— Extra Hard Steel | Hardened & Tempered
Hardened
Material | 26 51-55HRc| 15-40 | 1530 | 30 | 0.02-003 | 001 | 0.03-006| 002-0.03 .

Recommendation: .

At tool entry, set the Feed f [mm/tooth] y ' 23
to 70% lower than the threading Feed. / : ‘ < 2
“\,,7776}777 4,!
Example: | ‘ - B
Threading Feed: 0.3[mm/tooth] A J 5
Tool entry Feed: 0.09[mm/tooth] . 5

Tool entry along tangential arc
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MilliPro HD
Cutting Speeds Vc [m/min] and Feed f [mm/tooth]

) Ve [m/min] Feed f [mm/tooth] by Cutting Dia.=D2
x
Material | S Hardness E ) ; g i
Group g Material Brinell HB VTH 1525 1 255 >7 -9 on
¢ | Low Alloy Steel
(alloying elements<5%)| Hardened 350 25-160
0.04 0.05 0.06 0.07 0.08
High Alloy Steel E
8 (alloying elements>5%) Hardened 325 25-180
12 | Stainless Steel Ferritic |Hardened 330 25-120
M Stainless Steel
16 = Hardened 330 25-110
, Cast Ferritic 0.04 005 0.06 0.07 0.08
Stainless
Steel Stainless Steel
18 | Cast Austenitic Hardened 330 25-100
28 Ferritic (short chips) 130 25-160 0.05 0.06 0.07 0.08 0.1
Malleable Cast Iron — -
29 Pearlitic (long chips) 230 25-150 0.04 0.05 0.06 0.07 0.08
30 Low Tensile Strength 180 25-130 0.05 0.06 0.07 0.08 0.1
Grey Cast Iron - -
31 High Tensile Strength 260 25-100 0.04 0.05 0.06 0.07 0.08
32 Ferritic 160 25-125 0.04 0.05 006 0.07 0.09
Nodular Sg Iron —
33 Pearlitic 260 25-90 0.03 0.04 0.05 0.06 0.07
S 21 High Temperature Annealed (nickel or cobalt based) 250 15-35
22| Alloys Aged (nickel or cobalt based) 350 15-30
Heat : 0.03 004 0.05 0.06 0.07
Resistanthl 23 | - Pure 99.5Ti 400Rm 25-70
It —— Titanium Alloys
Material | 24 a+p alloys 1050Rm 25-50
H 25 45-50HRc 25-70 0.04 005 006 0.07 0.08
26 | Extra Hard Steel Hardened & Tempered 51-55HRc 25-60 0.03 0.04 0.05 0.06 0.07
Hardened —
Material | 27 56-62HRC 25-50 0.02 0.03 004 0.05 0.06

HTC Recommended Grades, Cutting Speed and Feed

Vc[m/min] fblmm/rev] fz[mm/tooth]
Material Harplness Strength

Group Material BrII_InBeII (N-mm2) yn | vTs | <6mm |<12mm | <6mm | <12mm ©
Grey Cast Iron <150 <500 50-80 | 80-120 | 0.10-0.15 | 0.15-0.22 | 0.02-0.05 | 0.05-0.10 é
CastlIron |Grey Cast Iron, Heat Treated 150-300 | 500-1000| 50-80 | 80-120 | 0.10-0.15 | 0.15-0.22 | 0.02-0.05 | 0.05-0.10 =

Spher. Graph. Cast Iron <200 <700 | 50-80 | 80-120 | 0.10-0.15 | 0.15-0.22 | 0.02-0.05 | 0.05-0.10

Copper |Short Chips, Brass, Bronze, Red Brass <200 <700 |100-300 | — | 0.06-0.10 | 0.10-0.30 | 0.03-0.06 | 0.06-0.10

Aluminium, Magnesium Non-Alloy <100 <350 | 100-400 | 100-400 | 0.10-0.25 | 0.25-0.30 | 0.03-0.06 | 0.06-0.10

Aluminium, Wrought Alloy, Breaking Strain (A5) < 14% | <180 <600 | 100-400 | 100-400 | 0.10-0.25 | 0.25-0.30 | 0.03-0.06 | 0.06-0.10

ﬂ:gg;’ﬂ Aluminium, Wrought Alloy, Breaking Strain (A5) > 14% | <180 <600 | 100-400 | 100-400 | 0.03-0.06 | 0.06-0.12 | 0.03-0.06 | 0.06-0.10

Aluminium, Cast Alloy, Si<10% <180 <600 | 100-300 | 100-400 | 0.10-0.25 | 0.25-0.30 | 0.03-0.06 | 0.06-0.10

Aluminium, Cast Alloy, Si>10% <180 <600 = 100-300 | 0.10-0.25 | 0.25-0.30 | 0.03-0.06 | 0.06-0.10

Thermo Plastics — — 60-120 | 60-120 | 0.10-0.25 | 0.25-0.30 | 0.03-0.06 | 0.06-0.10

Plastic |Thermosetting Plastic — — 60-100 | 60-100 | 0.10-0.25 | 0.25-0.30 | 0.03-0.06 | 0.06-0.10

Fibre Reinforced Plastic — — 40-60 | 60-80 | 0.10-0.15 | 0.15-0.22 | 0.02-0.05 | 0.05-0.10

V¢ - Cutting Speed [m/min]
fb (Drilling) - Feed per Revolution [mm/rev]
fz (Threading) - Feed per Tooth [mm/tooth]
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GeNiuse

Tool Selector and CNC
Program Generator ||

VARGUS}

Thread Milling Technical Data


http://www.vargus.com/vardex/template/default.aspx?pCatId=9

Contents Thread Turning Thread Milling MiniPro

About Thread Milling

To perform a thread milling operation, a milling machine with three-axis control capable of helical interpolation is required. Helical
interpolation is a CNC function producing tool movement along a helical path. This helical motion combines circular movement in one
plane with a simultaneous linear motion in a plane perpendicular to the first. For example, the path from point A to point B (Fig. A) on the
envelope of the cylinder combines a circular movement in the xy plane with a linear displacement in the z direction.

On most CNC systems this function can be executed in two different ways:

GO2: Helical interpolation in a clockwise direction
GO3: Helical interpolation in a counter-clockwise direction

Z
D
‘ |p
o

o Helix angle

D: External diameter

p: Pitch

Fig.A Fig.B

The thread milling operation (Fig. B) consists of circular rotation of the tool around its own axis together with an orbiting motion along the
bore or workpiece circumference.

During one such orbit, the tool will shift vertically one pitch length. These movements combined with the insert geometry create the
required thread form.

There are three acceptable ways of approaching the workpiece with the tool to initiate production of the thread:

Tangential Arc Approach
Radial Approach

Tangential Line Approach
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Tangential Arc Approach

With this method, the tool enters and exits the workpiece smoothly. No marks are left on the workpiece and there is no vibration, even

with harder materials.
Although it requires slightly more complex programming than the radial approach (see below), this is the method recommended for

machining the highest quality threads.

Internal Thread External Thread

D1
Workpiece

D2

D1
Workpiece

Threading Tool
Threading Tool

1-2: Rapid approach

2-3: Tool entry along tangential arc, with simultaneous feed along z-axis
3-4: Helical movement during one full orbit (360°)

4-5: Tool exit along tangential arc, with continuing feed along z-axis
5-6: Rapid return

Radial Approach

This is the simplest method. There are two characteristics worth noting about the radial approach:

1. A small vertical mark may be left at the entry (and exit) point. This is of no significance to the thread itself.

2. When using this method with very hard materials, there may be a tendency of the tool to vibrate as it approaches the full cutting depth.
Note: Radial feed during entry to the full profile depth should only be '/ of the subsequent circular feed.

Internal Thread External Thread

o) ©
£
=09
53
BE
£5
=

D1
Workpiece
D2

Threading Tool
Workpiece
Threading Tool

1-2: Radial entry
2-3: Helical movement during one full orbit (360°)
3-4: Radial exit

wvvargqus| s71 |
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Tangential Line Approach

This method is very simple, and has all of the advantages of the tangential arc method. However, it is applicable only with external threads.

External Thread

D1
Workpiece

Threading Tool

1-2: Radial entry with simultaneous feed along z axis
2-3: Helical movement during one full orbit (360°)
3-4: Radial exit

Preparing for the Thread Milling Operation
Calculation of Rotational Velocity and Feed at the Cutting Edge

N - Rotational Velocity [R.PM]

1000 x V Y
= —— V - Cutting Speed [m/min]
T x D2 9P ¢
D2 - Toolholder Cutting Dia. [mm] // \
_ Nx1xD2 . . I |
= ——— F1-Tool Feed Rate at the Cutting Edge [mm/min] N ’
. 1000 z- No. of Cutting Edges \ ! /
1= Nxzxf f - Feed per Tooth per Rotation [mm/tooth] \—’ D,
Calculation of Feed Rates at the Tool Center Line
The equations define the
F1x (Do - D2) F1X (Di + D2) relationship between feed rates
Fo= ———M——= Fo= ———
Do Di at the cutting edge and at the
Fo _F2xDo _ _F2xDi tool center line.
Do-D2 Di+D2 On most CNC machines the feed

rate required for programming is
that of the center-line of the tool.
When dealing with linear tool
movement the feed rate at the
cutting edge and the center line
are identical. This is not the case
with circular tool movement.

Thread

Internal Thread

External Thread
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List of "G” Codes (ISO) for CNC Program

Code Description Code Description
% Recognition code (ISO or EIA) + End of tape H Tool length compensation number
GO0 Fast feed linear positioning D Tool radius compensation number
GO1 Linear interpolation X X coordinate
G02 Circular/Helical interpolation CW Y Y coordinate
GO03 Circular/Helical interpolation CCW 7 Z coordinate
G40 Cutter radius compensation cancel R Radius of travel
G41 Cutter radius compensation left \ X coordinate to center of starting arc travel
G42 Cutter radius compensation right J Y coordinate to center of starting arc travel
G43 Tool length compensation + M3 Spindle forward rotation
G49 Tool length compensation cancel M5 Spindle stop
G57 Work coordinate system selection M30 Program end & rewind
G90 Absolute command relative to work coordinate origin 0 Program number
GI1 Incremental command relative to tool position N Block number (can be avoided)
F Feed mm/min ( Start of comment
S Spindle speed RPM ) End of comment

CNC Program Sample (Thread: M60 x 1.5 x 20)
%
000071 (TMINRH CLIMB CYCLES = 1) oo

(Fanuc 11M Controller) ...,

G90 GOO G57 KO YOttt Home (origin) set

G43 HT0 Z0 M3 SO46 ..o Tool length compensation-on and RPM set

GIT GOO XO YO Z-20.272 oo Go down in Z-axis

G41 D60 X9.459 Y-20.595 Z0 oo Tool diameter compensation-on

G91 GO3 X20.595 Y20.595 Z20.272 R20.595 F36..evvevvvrirrrricrinnn. Entrance by tangential arc

G971 GO3 X0 YO Z1.500 1-30.054 JO .o Thread machining-HELICAL interpolation movement

G91 GO3 X-20.595 Y20.595 Z20.272 R20.595 Exit by tangential arc

GO0 G40 X-9.459 Y-20.595 Z0..oooooeeroeeeeeseroeeeeesereeseeseses s Tool diameter compensation-off

G90 G49 G57 GOO Z200.000 M5 ...oovvoooiieeeesieseeseiess o Tool length compensation-off and RPM close
M3BO e End of program

%

Recommendation: ,_,J_\

At tool entry, set the Feed f [mm/tooth] to 70% lower than the threading Feed. o . Tool entry along tangential arc

Example: / !
Threading Feed: 0.3[mm/tooth] - - -
Tool entry Feed: 0.09[mm/tooth] | ! @ f

vvvvarqus| s7s |
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Minimum Bore Diameters for TM Standard line

0.75

Pitch mm 05 [ 06|07 | 372109 | 10 |125] 15 |175| 20 25130|35|40|45]|50]55 6.0
Pitch tpi 48 |44 (3632|280 |20 1| BT w0| 3|76 5 45 4
I)?'gler}(i)rl\geéode D2 Minimum Bore Diameter Di mm
TMMC 12-6.0 90| 95| 97|99 [100]104]107] 114120
TMMC 20-6.0 90| 95|97 99 [100]104]107] 114 [ 120
TMMC 20-6.0 124/003 | 90 | 95 | 97 | 99 | 100]104]107] 114 120
TMC 1222 115120122 124125 [ 129|132 [ 139 | 145] 152
TMC 202 115120122124 125 [ 129|132 | 139 | 145 ] 152
TMLC 25-2 115120122 [ 124 ] 125|129 | 13.2| 139 | 145 | 15.
TMSC 102 125130 126]136] 135] 139 142 ] 149 | 155 | 161
TMOC 20-2 145|151 [ 152153154 | 160 164 | 170 ] 178 ] 186
TMNC 16-3 155160 16.2] 164 165|169 172 [ 179 | 185 [ 190 | 195 | 200
TMC 163 124001 | 155|160 |16.2] 164 165|169 172 | 179 | 185 [ 190 | 195 | 200
TMC 16-3 170 | 176 | 178 [ 180|182 [ 187 | 190 | 196 | 200] 20.5] 210] 215
BTMC 16-38 170 | 176 | 178 [ 180182187 | 190 196 | 200] 20.5] 210] 215
TM2C 2022 170 | 176 | 178 [ 180 182187 | 190 | 196 | 200 205
BTMC 20-38 190]197]200(20.2]20.4 | 208|210 216 | 220 225 230|235
TMNC 20-3 190|197 ]200]20.2] 204 | 208|210 216]220] 2252301235
TMC 20-3 200]207]210]212[ 214 218220 226 | 230(23.5] 24.0] 245
TMOC 20-3 200]207]210]212] 214 218|220 226|230 23.5] 24.0] 245
BTMWC 25-38 2202271230(232]234 238|240 246|250 255|260 265
BTMLC 25-38 220(227]230(232(234 238|240 246|250 255] 260 | 26.5
TMLC 25-3 220(227]230]232]234 238|240 246|250 25.5] 260 | 26.5
TMC 25-5124/004 | 250257260262 | 26.4 | 26.8] 270 277 | 282|287 29.2] 207 31.3 | 337 | 36.7 [ 39.7 | 427
TM2C 253 260|267 270|272 ] 274 278 [ 280 287 [ 293 | 298|303 | 308
BTM2C 25-38 260267270272 | 274 | 278 | 280 287 | 203] 298] 30.3] 308
TMC 25-5 300[307(310]312(314 (318320328335 341|346 356 | 36.6 | 390 420 | 450 | 480
TMLC 25-5 300(307]310(312] 314 (318320328335 | 341 | 346 | 356 | 36.6] 39.0 | 42.0 | 45.0 | 48.0
TMOC 25-5 300(307(310]312] 314318320328 (335|341 | 346 | 356 | 36.6] 30.0[ 420 | 45.0 [ 48.0
TMC 32-6B 350 38.5]39.1 | 396 [40.6 | 420 [44.0| 470 [ 500 | 534 425 | 500 446 575 | 56.6
TMC 325 370 |380382 384386391 395|404 410 415420430440 465|490 |520] 555
TMLC 32-5 3701380382 | 384386391 | 395|404 410415420430 440|465 490 |520] 555
TMNC 32-5 370 | 380382 | 384386391 (395404410 415420430 440|465 | 490 |520] 555
TMSH D38-16-2 38.0(38.5]38.7(389]390396 400|410 420|430
TM2C 32-5 420]432] 434436438445 450|460 465 | 470 474 | 48.2] 490|520 545 | 575 | 610
TMVC 32-5 460 625
TMC 40-68 460 495501 (506516530550 552 | 556 | 550 | 525 | 540 | 545 | 575 | 56.6
TMLC 40-68 460 495|501 | 50.6] 516530550552 556|550] 525 540]545] 575 566
TMSH D50-22-2 500 505|507 509510 | 516|520 530|540 545
TMSH D50-22-3 500 50.5]50.7 [ 509|510 | 516|520 530|540 545] 550 5.5
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Minimum Bore Diameters for TM Standard line (con't)

Pitch mm 05 (06|07 8;?) 09 | 10 |1.25| 15 | 1.75] 20 2530|3540 |45|50]55 6.0
Pitch tpi 48 |44 |36 (32|28 | 0|0 B | BN 0] 5|76 5 45 4
I)c;glehr?r:gecrode D2 Minimum Bore Diameter Di mm
TM2C 40-6B 520 56.0|56.2 [56.5| 570|590/ 615 63.0|64.0 | 66.0| 670 | 67.6 | 69.0 | 70.0
TMSH D63-22-3B 63.063.5|63.7 | 639 |64.0|64.6|650|66.0| 670 | 675 |68.0|69.0
TMSH D63-22-5 63.0|63.5|63.7 639 |64.0|64.6|650(66.0| 670|675 |68.0|69.0|700|720|73.0|740 |750
TMSH D63-22-68 63.0 67.0 | 67.5|68.0|69.0|70.0|72.0|73.0| 740|750 |770|78.0|78.6|80.0| 81.0
TMSH D80-27-5 80.0|80.5/80.7 809 |81.0|81.6|820|83.0|84.0|845|850(86.0|870|89.0|90.0|91.0|920
TMSH D80-27-68 80.0 84.0|84.5(85.0|86.0|87.0|89.0(90.0(91.0]920|94.095.0 956|970 | 98.0
TMSH D100-32-5 100.0{100.5/100.7{100.9/101.0{101.6|102.0{103.0|104.0{104.5/105.0|106.0| 107.0{109.0/110.0| 111.0| 112.0
TMSH D100-32-6B  |100.0 104.0{104.5/1105.0{106.0{107.0{109.0{110.0| 111.0{ 112.0| 114.0| 115.0| 115.6| 117.0| 118.0
TMSH D125-40-5 125.01125.5]125.7|125.9|126.0|126.6|127.0|128.0{129.0/129.5|130.0| 131.0{132.0{134.0|135.0|136.0| 137.0
TMSH D125-40-6B  |125.0 129.0{129.5]130.0|131.0{132.0/134.0|135.0|136.0{ 137.0|139.0|140.0|140.6|142.0| 143.0
Coarse Pitch Tooling:
This table is not applicable to the Coarse Pitch system, which can thread mill bores smaller than those listed above.
See the Coarse Pitch section of the various thread standards.
varqus| s7s |
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Spare Parts for TM Standard Line

Thread Milling

MiniPro

"

<

Insert Screw

IC Holder Holder Screw Designation Thread Torx Key  Torx Size
6.0mm TMMC.-6.0 SN7T M2.2x0.45x5.0 K7T 7
/4" TMC.-2 SN2TM M2.6x0.45x5.9 K2T T8
3/8" TM.C.-3, TMC.-3 124/... SN3T, SN3TM 5-40UNCX8.8, 7.3 K3T 110
3/8'8 BTM.C.-38 SN3T 5-40UNCx3.8 K3T T10
12" TMC..-4 124.. SNATM, SA4TM  832UNCx98,107  K4T 120
5/8" TM.C.-5, TMC.5 124.. SNSTM, SASTM  M5x0.8x15.0 KsT 125
3/4'B TM.C.-6B SM7T M7x1.0x15.0 K30T T30
/4" TMSH-D38-16-2 M8X1.25X35 SN2T M2.6x0.45%6.5 HK2T T8
/4" TMSH-D50-22-2 M10X1.50X35 SN2T M2.6x0.45%6.5 HK2T T8
3/8" TMSH-D50-22-3 M10X1.50X35 SN3TM 5-40UNCx73 HK3T 710
3/8'8 TMSH-D63-22-38 M10X1.50X35 SN3TM 5-40UNCx73 HK3T T10
5/8" TMSH-D63-22-5 M10X1.50X35 SNSTM M5x0.8x15.0 HK5T 125
3/4'B TMSH-D63-22-68 M10X1.50X35 SM7T M7x1.0x15.0 HK7T T30
5/8" TMSH-D80-27-5 M12X1.75X40 SN5TM M5x0.8x15.0 HKST T25
3/4'B TMSH-D80-27-68 M12X1.75X40 SM7T M7x1.0x15.0 HK7T T30
5/8" TMSH-D100-32-5 M16X2.00X40 SN5TM M5x0.8x15.0 HKST 125
3/4'B TMSH-D100-32-68 M16X2.00X40 SM7T M7x1.0x15.0 HK7T T30
5/8" TMSH-D125-40-5 M20X2.50X50 SN5TM M5x0.8x15.0 HKST 125
3/4'B TMSH-D125-40-68 M20X2.50X50 SM7T M7x1.0x15.0 HK7T T30
/4" TMSC10-2 SN2TK M2.6x0.45x5.9 K2T T8
5/8"V TMVC32-5 SN6T M6x1.0x29.0 K6T 120
Spare Parts for MiTM Line
Insert Screw
Insert Size Holder Holder Screw Designation Thread TorxKey  Torx Size
19 RTMC..A SLD3IP6 M3x0.5 KIP6 Torx+6
2% RTMC..M SLD4IP8 M4x0.7 KIP8 Torx+8
25 RIMC- SLD4IP8 M4x0.7 KIP8 Tor+8
40 eS| e M4x0.7 KIP8 Torx+8
41 Ame-B RN M4x0.7 KIP8 Tor+8
RTMC-D36-16-2555 M8x1.25x35
25 HIMIC-D44-22-2556 MI0:0.50:35 SLD4IP8 M4x0.7 KIP8 Torx+8
RTMC-D52-27-2558 M12x1.75%30
RTMNC-D36-16-2555 M8x1.25x35
RTMC-D44-22-40L6 M10x1.5%40
40 RTMC-D52-27-40L8 M12x1.75x40 2LDAIPEA M4x0.7 KIP8 Torx+8
SCD4IPSA
RTMNC-D45-22-40L6 M10x1.5%40
41 Emgggsgﬂsz mgxwxz&o 2R M4x0.7 KIP8 Torx+8
-D58-27- x1.75x40
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"

z

Insert Screw

IC Holder Holder Screw Designation Thread Torx Key Blade Handle  Torx Size
GMC..-7-3
7V CeME 33 SN2T8-M1  M3.0x0.5%9 K2T 8
Smart
ov G2 SN2TIS-M2  M4x0.7x13.5 - BladeTis-1/4 Handle TS
CGMC..-9-3
1/4x2
GMC..-113 aimart
1V SN4T20-M3  M55x0.8x15.5 - Blade T20-1/4  Handle T20
CGMC..-11-3
1/4x2
" " T™M.C...-2U
1/4"U, 1/4"A CTMC. 2U or 2A SN2T M2.6x0.45x6.5 HK2T T8
3/8"U, T™.C..-3U
VA TMED. 30 or 3A SN3T 5-40UNCx8.8  HK3T T10
P T™.C...-4U
1/2"U TMC.D..-4U SA4T 8-32UNCX14.0 HK4T 720
TM.C...-5L
5.0L CTMC. 5L SN5LTR M2.2X0.45X5.0  K7T T7
, TM.C...-3 SN3T 5-40UNCx8.8
WL amélaL SA3T saQUNCx3  K3T U
5/8"V TM.SC-D..-5V.. SA5T M5x0.8x22.0 HK5T T25
_FVBLIA SA5T-C5 (M8x1.25x28)
e ADe o3l Holder Screwdriver TK5T
3/8"U SN3T 5-40UNCx8.8 HK3T T10
TM5SC-D48-22-3U M10x1.50x35
TM6SC-D56-22-3U M10x1.50x35
TM6SC-D88-27-4U M12x1.75x40
1/2"U SA4T 8-32UNCX14.0 HK4T T20
TM7SC-D98-32-4U M16x2.0x40
TM7SC-D80-32-3L M16x2.0x40
3/8"L TM5SC-D48-22-31-ABUT M10x1.50x35 SA3T 5-40UNCx11.3 HK3T T10
TM6SC-D58-27-31-ABUT M12x1.75x40
TM6SC-D88-32-5V6-ABUT M16x2.0x40
5/8"V SA5T M5x0.8x22.0 HK5T T25
TM6SC-D88-32-5V8-ABUT M16x2.0x40
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Troubleshooting

Problem

Possible Cause

Thread Milling  MiniPro

Solution

Increased Cutting speed too high -----------—-- > Reduce cutting speed/use coated insert
insert Chipis too thin ==-=-===-=----mmmmmem - Increase feed rate
flank wear Insufficient coolant -------------------- > Increase coolant flow rate
Chipis too thick -------=-=-=-=-=---——- >  Reduce feed rate
Chipping of Use the tangential arc method

cutting edge

Vibration

Increase RPM
Check stability

o= fu

Material
build up Incorrect cutting speed -----------—-- Change cutting speed
on the Unsuitable carbide grade ------------ > Use a coated carbide grade
cutting edge
Feed rate is too high ---------------—- > Reduce the feed
Chatter/ Profile is too deep --------------------- > Execute two passes, each with increased cutting depth
Vibration Execute two passes, each cutting only half the thread length
Thread length is too long ---------—-- » Execute two passes, each cutting only half the thread length
GO NOGO
Insufficient Tool deflection -----------=-=-==-=---—- >  Reduce feed rate
thread Y
Execute a "zero” cut
accuracy
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The Thread Milling Handbook

The Thread Milling Handbook:

Your everyday guide to the theory and implementation of the
thread milling system.

Download it for free at www.vargus.com

Tnvargus| sz |
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o0 Contents Thread Turning = Thread Milling  MiniPro

m PowerBore Inserts

®m  Micro (Boring & Grooving) Inserts
Toolholders (PowerBore & Micro)
Technical Data



http://WWW.VARGUS.COM

Contents Thread Turning Thread Milling MiniPro

Vardex Ordering Code System
B PowerBore Inserts

T D 0 w 41 14 VTX
1 2 3 4 5 6 7
1- Insert Shape 2 - Clearance Angle 3 - Tolerance Class 4 - Insert Type
C - Diamond 80 deg. | | C-7 deg. 0 - Special Tolerance Class W - Hole + Countersink
T-Triangle D- 15 deg.
W -Trigon 80 deg.
5 - Insert Dimension 6 - Corner Radius 7 - Carbide Grade
40-1C 0.156"- Thickness-1.02mm | | 11-R0.05 VTX

41-1C0.160" - Thickness-1.19mm 12-R0.18
42 -1C0.156"-Thickness-1.57mm 13-R0.20
50-1C0.187" - Thickness-2.44mm 14-R0.38

B Micro Boring Inserts - Double Ended

6.0 S | R 0.2 M - Bore - 1 VMX
1 2 3 4 5 6 7 8 9
1- Insert Dia. 2 - Insert Style 3 -Type of Insert 4-RHorlLH 5 - Corner Radius
3.0-3.0mm S - Micro Insert I - Internal R - Right Hand Insert 0.2
4.0-40mm L - Left Hand Insert
6.0-6.0mm
8.0-8.0mm
10.0- 10.0mm
6 - Tool Length 7 - Tool Application 8 - Front Relief 9 - Carbide Grade
U - Ultra Short Bore - Boring 1 - With Relief VMX
S - Short Copy - Boring Copy 0 - Without Relief
M - Medium Chamfer - Boring Chamfer
L-Long Back - Back Edge
3527,3537,3547 - Long Nose
BD - Bore Drill

B Micro Grooving Inserts - Double Ended

4.0 S | R 0.7 A = D471/D472 = 1.4 VMX
1 2 3 4 5 6 7 8 9
2
3 1- Insert Dia. 2 - Insert Style 3 - Type of Insert 4-RH/LH Insert 5 -Groove Std. Width
o)
G} ‘g 3.0-3.0mm S - Micro Insert I - Internal R-Right Hand Insert| | 0.9-2.15(mm)
£ 4.0-40mm L - Left Hand Insert
= 6.0-6.0 mm
] 8.0-8.0mm
10.0-10.0 mm
6 - Insert Length 7 - Groove Standard 8 - Groove Depth 9 - Carbide Grade
A - Axially DIN 471 0.5-1.5(mm) VMX
S - Short DIN 472
M - Medium DIN 7993
L-Long DIN 76SH, DIN 76ST
DIN 3770S, DIN 3770D
DIN 471/472 - Face Grooving
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Boring POWERBORE

Internal

ol

cbow
CDOW Inserts Spare Parts
Insert Size Ordering Code Dimensions mm
Insert Screw
IC R T

CDOWA4011... 0.05 1.02
156" CDOWA4012... 0.18 1.02 VS01

CDOWA4014... 0.38 1.02

Internal
T
IC
t R 15
TDOW
TDOW Inserts Spare Parts
Insert Size Ordering Code Dimensions mm
Insert Screw /
IC R T
TDOWA4111... 0.05 1.19
160" TDOWA112... 0.18 1.19 VS01, VS40
TDOWA4114... 0.38 1.19

o)
=
>
9]
9]
2
O
]
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S
=
o
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Contents Thread Turning

Boring

Thread Milling  MiniPro

POWERBORE

Internal

®S

WCOW 4213, 4214

WCOW Inserts

Spare Parts

Insert Size Ordering Code Dimensions mm
Insert Screw /
IC R T
WCOWA4213... 0.20 1.57
156" VS40
WCOWA4214... 0.38 1.57
Internal
)
@5 /
TDOW
WCOW Inserts Spare Parts
Insert Size Ordering Code Dimensions mm
Insert Screw /
IC R T
WCOW5013... 0.20 244
187" VS41
WCOWS5014... 0.38 244
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Micro Boring - Boring MINIPRO

Internal

FLf—wa fffffffffff —
Jd e
I L1
— 1 ——— L

RH-Double Ended

Micro - Double Ended

Insert Dia. Ordering Code Dimensions mm Min. Bore Dia. Toolholder
dmm RH R L1 L S F mm
3.0SIR0.1U-Bore-1... 0.1 6 36 0.56 136
20 3.0SIR0.1S-Bore-1... 0.1 9 36 0.56 1.36 5 SMC.3.0
3.0SIR0.2S-Bore-1... 0.2 9 36 0.66 142
3.0SIR0.2M-Bore-1... 0.2 16 50 0.66 142
4.0SIR0.25-Bore-1... 0.2 9 36 0.66 192
40 4.05IR0.2M-Bore-1... 0.2 16 50 0.66 1.92 4.2 SMC.-4.0
4.0SIR0.2L-Bore-1... 0.2 21 60 0.66 1.92
6.0SIR0.25-Bore-1... 0.2 9 36 0.77 292
6.0 6.0SIR0.2M-Bore-1... 0.2 16 50 077 292 6.2 SMC.-6.0
6.0SIR0.2L-Bore-1... 0.2 21 60 0.77 292
8.0SIR0.25-Bore-1... 0.2 12 54 0.82 392
8.0 8.0SIR0.2M-Bore-1... 0.2 20 70 0.82 392 8.2 SMC..-8.0
8.0SIR0.2L -Bore-1... 0.2 28 86 0.82 392
10.0SIR0.2S-Bore-1... 0.2 15 60 1.00 492
10.0 10.0SIR0.2M-Bore-1... 0.2 25 80 1.00 492 10.2 SMC.-10.0
10.0SIR0.2L-Bore-1... 0.2 35 100 1.00 492

o)
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>
9]
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S
=
o
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Micro Boring - Copy MINIPRO

Internal

L - sy
fZS”% "‘R ST' T
L1 i . d

RH-Double Ended

Micro - Double Ended

Insert Dia. Ordering Code Dimensions mm Min. Bore Dia. Toolholder
dmm RH R L1 L S F mm

4.05IR0.25-Copy-1... 0.2 9 36 1.0 192

4.0 4.0SIR0.2M-Copy-1... 0.2 16 50 1.0 192 4.2 SMC.-4.0
4.0SIR0.2L-Copy-T... 0.2 21 60 1.0 1.92
6.0SIR0.25-Copy-1... 0.2 9 36 1.3 292

6.0 6.0SIR0.2M-Copy-T... 0.2 16 50 13 292 70 SMC.-6.0
6.0SIR0.2L-Copy-1... 0.2 21 60 13 292

Micro Boring - Chamfer

Internal

RH-Double Ended

Micro - Double Ended

o Insert Dia. Ordering Code Dimensions mm Min. Bore Dia.  Toolholder
5 dmm RH R L1 L F 51 3 mm
8 4.0SIR0.25-Chamfer-0... 0.2 9 36 1.92 1.0 040
°g, 4.0 4.0SIR0.2M-Chamfer-0... 0.2 16 50 192 1.0 0.40 4.2 SMC..-4.0
'g 4.0SIR0.2L-Chamfer-O0... 0.2 21 60 192 1.0 040
= 6.0SIR0.2S-Chamfer-0... 0.2 9 36 292 1.2 0.70
6.0 6.0SIR0.2M-Chamfer-O0... 0.2 16 50 292 1.2 0.70 6.2 SMC..-6.0
6.0SIR0.2L-Chamfer-0... 0.2 21 60 292 1.2 0.70
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Micro Boring - Long Nose

MINIPRO

Internal

35°
X e e
RH-Double Ended
Micro - Double Ended
Insert Dia. Ordering Code Dimensions mm Min. Bore Dia. Toolholder
d mm RH R L1 L S F mm
6.0SIR0.25-3527-1... 0.2 9 36 2.7 292
6.0 6.0SIR0.2M-3527-1... 0.2 16 50 2.7 292 6.9 SMC..-6.0
6.0SIR0.21-3527-1... 0.2 21 60 2.7 292
8.0SIR0.25-3537-1... 0.2 12 54 3.7 392
8.0 8.0SIR0.2M-3537-1... 0.2 20 70 3.7 392 89 SMC..-8.0
8.0SIR0.2L-3537-1... 0.2 28 86 3.7 392
10.0SIR0.25-3547-1... 0.2 15 60 4.7 4.92
10.0 10.0SIR0.2M-3547-1... 0.2 25 80 4.7 4.92 10.8 SMC..-10.0
10.0SIR0.2L-3547-1... 0.2 35 100 4.7 492
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Micro Boring - Back Boring MINIPRO

Internal

>

4,
?‘
i
—
>N
-

Sl

min. width RH-Double Ended

Micro - Double Ended

Insert Dia. Ordering Code Dimensions mm Min. Bore Dia. Toolholder
dmm RH R L1 L A w W1 S S1 F mm

30 N e ° * _sn s s 08 06 14 32 SMC..3.0
3.0SIR0.2M-Back-1... 0.05 16 50
4.0SIR0.25-Back-1... 0.05 9 36

4.0 4.0SIR0.2M-Back-1... 0.05 16 50 4.44 2.0 2.34 1.3 1.0 192 4.2 SMC..-4.0
4.0SIR0.21-Back-1... 0.05 21 60
6.0SIR0.25-Back-1... 0.05 9 36

6.0 6.0SIR0.2M-Back-1... 0.05 16 50 6.44 2.0 246 19 1.6 292 6.2 SMC..-6.0
6.0SIR0.2L-Back-1... 0.05 21 60

Micro Boring - Boredrill

Internal

o
|
i
i
|
I
\\r\ J
an
[/

=N
N |!'

RH-Double Ended

Micro - Double Ended

o
% Insert Dia. Ordering Code Dimensions mm Min. Bore Dia. Toolholder
s dmm RH L L A mm
Qg, 4.0 4.0SIR0.2M-BD-1... 16 50 3.53 3.74 SMC..-4.0
§ 60 6.0SIR0.2M-BD-1... 16 50 =5 580 T
6.0SIR0.2L-BD-1... 21 60
8.0SIR0.25-BD-1... 12 54
8.0 8.0SIR0.2M-BD-1... 20 70 6.90 7.80 SMC..-8.0
8.0SIR0.2L-BD-1... 28 86
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DIN 472 Retaining Ring Grooves for Bores MINIPRO

Internal

E N
VT
£]

|

|

% @
|

|

= =l
L

| RH-Double Ended

Micro - Double Ended

Insert Dia. Ordering Code Groove Std. Dimensions mm Min. Bore Dia. Toolholder
dmm RH m (H13) W L1 L B t F mm

3.05IR0.905-D472-0.5... 090 0.99 9.0 36.0

50 3.0SIR0.90M-D472-0.5... 0.90 0.99 16.0 50.0 08 0 140 23 SMC.3.0
3.05IR1.10S-D472-0.5... 1.10 119 9.0 36.0
3.0SIR1.10M-D472-0.5... 1.10 1.19 16.0 50.0
4.0S1R0.90S-D472-1.1... 0.90 0.99 9.0 36.0
4.0SIR0.90M-D472-1.1... 090 0.99 16.0 50.0
4.0SIR0.90L-D472-1.1... 090 0.99 21.0 60.0
4.0SIR1.10S-D472-1.1.. 1.10 1.19 9.0 36.0
4.0SIR1.10M-D472-1.1... 1.10 1.19 16.0 50.0

40 4.0SIR1.10L-D472-1.1... 1.10 119 21.0 60.0 14 ” 190 41 SMC.-4.0
4.0SIR1.305-D472-1.1... 1.30 1.39 9.0 36.0
4.0SIR1.30M-D472-1.1... 1.30 1.39 16.0 50.0
4.0SIR1.30L-D472-1.1... 1.30 139 21.0 60.0
4.0SIR1.605-D472-1.1... 1.60 1.69 9.0 36.0
4.0SIR1.60M-D472-1.1... 1.60 1.69 16.0 50.0
4.0SIR1.60L-D472-1.1... 1.60 1.69 21.0 60.0
6.0SIR0.905-D472-1.5... 0.90 099 9.0 36.0
6.0SIR0.90M-D472-1.5... 0.90 0.99 16.0 50.0
6.0SIR0.90L-D472-1.5... 0.90 0.99 21.0 60.0
6.0SIR1.10S-D472-1.5... 1.10 119 9.0 36.0
6.0SIR1.10M-D472-1.5... 1.10 119 16.0 50.0
6.0SIR1.10L-D472-1.5... 1.10 119 21.0 60.0
6.0SIR1.30S-D472-1.5... 1.30 1.39 9.0 36.0
6.0SIR1.30M-D472-1.5... 1.30 1.39 16.0 50.0

60 6.0SIR1.30L-D472-1.5... 1.30 1.39 21.0 60.0 '8 15 590 - MC6.0
6.0SIR1.605-D472-1.5... 1.60 1.69 9.0 36.0 @
6.0SIR1.60M-D472-1.5... 1.60 1.69 16.0 50.0 3
6.0SIR1.60L-D472-1.5... 1.60 1.69 21.0 60.0 8 g
6.0SIR1.855-D472-1.5... 1.85 1.94 9.0 36.0 °§, £
6.0SIR1.85M-D472-15... 1.85 194 16.0 50.0 %
6.0SIR1.85-D472-15... 1.85 1.94 21.0 60.0 =
6.0SIR2.155-D472-1.5... 215 2.24 9.0 36.0
6.0SIR2.15M-D472-1.5... 215 2.24 16.0 50.0
6.0SIR2.15L-D472-1.5... 215 2.24 21.0 60.0
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DIN 472 Retaining Ring Grooves
for Bores (con MINIPRO

Internal

PeSI——————— .
Lu \T Efﬁ

RH-Double Ended

Micro - Double Ended

Insert Dia. Ordering Code Groove Std. Dimensions mm Min. Bore Dia. Toolholder
dmm RH m (H13) W L1 L B t F mm

8.0SIR1.10M-D472-2.0... 1.10 1.19 20 70 2.5 2.0
8.05IR1.30M-D472-2.0... 1.30 1.39 20 70 2.5 20
8.0SIR1.60M-D472-2.5... 1.60 1.69 20 70 3.0 2.5

8.0 8.0SIR1.85M-D472-2.5... 1.85 194 20 70 3.0 2.5 39 84 SMC.-8.0
8.0SIR2.15M-D472-3.0... 215 2.24 20 70 35 3.0
8.0SIR2.65M-D472-35... 2.65 2.74 20 70 4.0 35
8.0SIR3.15M-D472-3.5... 3.15 3.28 20 70 4.0 35
10.0SIR1.30M-D472-35... 1.30 1.39 25 80
10.0SIR1.60M-D472-3.5... 1.60 1.69 25 80
10.0SIR1.85M-D472-3.5... 1.85 1.94 25 80

10,0 10.0SIR2.15M-D472-35... 215 2.24 25 80 40 5 9 . SMC-10.0
10.0SIR2.65M-D472-3.5... 265 2.74 25 80
10.0SIR3.15M-D472-35... 3.15 3.28 25 80
10.05IR4.15M-D472-35... 415 4.28 25 80
10.0SIR5.15M-D472-3.5... 5.15 5.28 25 80

Inserts
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DIN 7993 Snap Ring Grooves MINIPRO

Internal

R
£
&J
| S

RH-Double Ended

Micro (Partial Profile) - Double Ended

Insert Dia. Ordering Code Groove Std. Dimensions mm Min. Bore Dia. Toolholder
dmm RH R w L1 L B t F mm

50 3.05IR0.45-D7993-0.6... 040 0.80 9.0 36.0 08 06 140 9 SMC.-3.0
3.051R0.4M-D7993-0.6... 040 0.80 16.0 50.0
4.0SIR0.45-D7993-0.6... 040 0.80 9.0 36.0
4.0SIR0.4M-D7993-0.6... 040 0.80 16.0 50.0 09 0.6
4.0SIR0.4L-D7993-0.6... 040 0.80 21.0 60.0
4.05IR0.65-D7993-0.8... 0.60 1.20 9.0 36.0

4.0 4.0SIR0.6M-D7993-0.8... 0.60 1.20 16.0 50.0 1.1 0.8 1.90 4.1 SMC.-4.0
4.0SIR0.6L-D7993-0.8... 0.60 1.20 21.0 60.0
4.051R0.95-D7993-1.1... 090 1.80 9.0 36.0
4.0SIR0.9M-D7993-1.1... 0.90 1.80 16.0 50.0 14 1.1
4.0SIR0.9L-D7993-1.1... 090 1.80 21.0 60.0
6.051R0.95-D7993-1.1... 0.90 1.80 9.0 36.0
6.0SIR0.9M-D7993-1.1... 0.90 1.80 16.0 50.0 14 1.1
6.0SIR0.9L-D7993-1.1... 0.90 1.80 21.0 60.0
6.0SIR1.0S-D7993-1.2... 1.00 2.00 9.0 36.0

6.0 6.0SIR1.0M-D7993-1.2... 1.00 2.00 16.0 50.0 1.5 1.2 290 6.1 SMC.-6.0
6.0SIR1.0L-D7993-1.2... 1.00 2.00 21.0 60.0
6.05IR1.15-D7993-1.3... 1.10 2.20 9.0 36.0
6.0SIR1.1IM-D7993-1.3... 1.10 2.20 16.0 50.0 1.6 13
6.0SIR1.1-D7993-1.3... 1.10 2.20 21.0 60.0
8.0SIR0.9M-D7993-2.0... 0.90 1.80 20.0 70.0

8.0 8.0SIR1.1M-D7993-2.0... 1.10 2.20 20.0 70.0 2.5 20 390 84 SMC.-8.0
8.0SIR1.4M-D7993-2.0... 140 2.80 20.0 70.0

100 10.05IR1.4M-D7993-2.9... 140 2.80 25.0 80.0 4 26 490 10 SMC10.0
10.0SIR1.8M-D7993-2.9... 1.80 360 25.0 80.0

Inserts
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Inserts

Thread Milling  MiniPro

Contents Thread Turning

DIN 3770 - Grooves

MINIPRO

Internal

VI

e I B

RH-Double Ended

Micro - Double Ended

Insert Dia. Ordering Code Groove Std. Dimensions mm Min. Bore Dia. Toolholder
dmm RH m (H13) W L1 L B t F mm
6.0SIR1.65-D37705-1.5... 1.6 198 9.0 36.0
6.0SIR1.6M-D3770S-1.5... 1.6 1.98 16.0 50.0 1.8 1.5 29
0 6.0SIR1.6L-D37705-1.5... 1.6 198 210 60.0 - SMC.-6.0
6.0SIR2.05-D3770D-1.8... 2.0 2.38 9.0 36.0
6.0SIR2.0M-D3770D-1.8... 2.0 2.38 16.0 50.0 2.0 1.8 29
6.0SIR2.0L-D3770D-1.8... 2.0 2.38 21.0 60.0
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DIN 471 DIN 472 - Face Grooving MINIPRO

Internal

m | & FY_
Tg?? Tf»t« QA
<5 L
of
T RH-Double Ended

Micro (Partial Profile) - Double Ended

Insert Dia. Ordering Code Groove Std. Dimensions mm Inner Outer
dmm RH m (H13) w t L F Sleeve Groove @ Groove @
4.05IR0.7A-D471/472-14... 0.70 077 14 3.50 5.00
4.05IR0.8A-D471/472-15... 0.80 0.87 1.5 340 5.20
40 4.0SIR0.9A-D471/472-1.6... 0.90 097 1.6 50 16 SMC.-4.0 3.30 5.30
4.0SIR1.1A-D471/472-18... 1.10 119 1.8 3.10 5.50
4.05IR1.3A-D471/472-2.0... 1.30 1.39 20 290 5.70
4.0SIR1.6A-D471/472-2.3... 1.60 1.69 23 2.60 6.00
6.0SIR0.7A-D471/472-14.. 0.70 0.77 14 5.50 7.00
6.05IR0.8A-D471/472-15... 0.80 0.87 1.5 540 7.20
6.0SIR0.9A-D471/472-16... 0.90 097 16 5.30 7.30
60 6.0SIR1.1A-D471/472-1.8... 1.10 119 1.8 0 190 SMC.-60 510 7.50
6.05IR1.3A-D471/472-2.0.. 1.30 1.39 20 490 7.70
6.05IR1.6A-D471/472-2.3... 1.60 1.69 2.3 4.60 8.00
6.0SIR1.85A-D471/472-2.5... 1.85 194 25 440 8.20
6.05IR2.15A-D471/472-2.8... 215 2.24 2.8 410 8.50
8.05IR1.1A-D471/472-1.8... 110 119 1.8 8.06 1044
8.0SIR1.3A-D471/472-2.0... 1.30 1.39 2.0 7.66 1044
50 8.0SIR1.6A-D471/472-2.3... 1.60 1.69 2.3 - s SMC.-8.0 7.06 1044
8.05IR1.85A-D471/472-2.5... 1.85 194 25 6.56 1044
8.0SIR2.15A-D471/472-2.8... 215 2.24 2.8 596 10.44
8.0SIR2.65A-D471/472-33... 2.65 2.74 3.3 496 10.44
10.05IR1.3A-D471/472-2.0... 1.30 1.39 20 9.66 1244
10.0SIR1.6A-D471/472-2.3... 1.60 1.69 23 9.06 1244
10.0SIR1.85A-D471/472-2.5... 1.85 194 25 8.56 1244
10.0 10.05IR2.15A-D471/472-2.8... 215 2.24 2.8 80 495 SMC.-10.0 796 1244
10.05IR2.65A-D471/472-33... 2.65 274 33 6.96 1244
10.05IR3.15A-D471/472-3 8... 315 32 3.8 596 1244
10.0SIR4.15A-D471/472-4.8.. 415 4.24 4.8 3.96 1244

()]
£
>
o
)
o
()
[~
()]
£
=
[
o

Tnvargus| ses |



Contents Thread Turning Thread Milling MiniPro



Contents Thread Turning Thread Milling MiniPro

MINIPRO

MiniPro Toolholders

PowerBore Toolholders Micro Toolholders
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Contents Thread Turning Thread Milling MiniPro

Vardex Ordering Code System
B PowerBore Toolholders

C 05 = D T J = = 5
1 2 3 4 6
1- Shank Style 2 - Shank Dia. 3 - Bar Dia. [D1] 4 - Insert Shape 5 - Holder Length [L2]
C- Carbide 04- 40mm A-42 C - Diamond 80 Deg. A-57
S - Steel 05- 5.0mm B-46 — C- 64
06- 60 mm C-48 @ D- 70
08 - 8.0 mm D-50 T-Triangle E- 76
10- 10.0 mm E-52 _ G- 89
12- 120mm F-60 Q J-102
G-64 P- 152
H-79 W-Trigon 80 Deg.
J-80 C 6 - Front Relief Angle
@ 0,57
B Micro Toolholders (Sleeves)
S M C 16 - 3
1 2 3 4 5
1 - Holder Shape 2 - Holder Type 3 - Cooling 4 - Holder Dia. 5 - Bore Size
- C - Coolant Channel 10,12,16,20 i i
S- Sleeve M - Micro (Double Ended) Micro Size
(Double Ended) 3,4,6,8,10
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PowerBore Boring Bars for CDOW Inserts

POWERBORE

ol |

A¥*

® e —

:)I le—— 1 —>

Alloy Steel or Carbide Shank

Vi

Alloy Steel Shanks - Standard Size

Spare Parts

Shank Ordering Code

Dimensions mm

- N

D D1 M L2 L1
Angle  ShankDia. BarDia. Min.Bore OverallLength  BarlLength |InsertType  Screw Torx Key
S05-ACG-7 7° 50 4.2 4.6 64 5
<0 S05-BCCG-5 5° 50 4.6 53 64
S05-DCG-5 5° 50 50 6.1 64
S05-DCG-0 0° 50 50 6.4 64 coow Va0 Vi
S06-FCE--5 5° 6.0 6.0 70 76 P1=b
o0 S06-FCE--0 0° 6.0 6.0 73 76
Solid Carbide Shank - Standard Size Spare Parts
Dimensions mm
Shank Ordering Code X 5 o " 5 % / /\
Angle ShankDia. BarDia. Min.Bore OverallLength  Barlength |InsertType  Screw Torx Key
4.0 C04-ACP--7 7° 4.0 4.2 4.6 152
C05-CCJ--5 5° 50 4.8 55 102 E
5.0 C05-DCJ--5 5° 50 50 6.1 102
C05-DCJ--0 0° 50 50 6.5 102 coow Vo1 Vo
C06-FCJ--5 5° 6.0 60 70 102 P1=b
o0 C06-FCJ--0 0° 6.0 6.0 73 102
Alloy Steel Shanks - Oversize Spare Parts
Dimensions mm
Shank  Ordering Code 5 o " 5 5 / /\
Angle  ShankDia. BarDia. Min.Bore OverallLength  BarlLength |InsertType  Screw Torx Key
S08-BCA--5 5° 8.0 4.6 55 57
S08-ECA--5 5° 8.0 5.2 5.8 57 25
8.0 S08-ECA--0 0° 8.0 5.2 6.2 57 CcDow VSO1 VT51
S08-GCG-5 5° 8.0 6.4 74 64
S08-GCG-0 0° 8.0 6.4 76 64 3

*

I * 5%angle for facing and thru-hole boring.

0° angle for thru-hole boring and boring to a shoulder.

Tnvargus| se7 |
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PowerBore Boring Bars for TDOW Inserts

POWERBORE

* Alloy Steel or Carbide Shank

A
m
t

‘ L2

D1

4
4
\
ha

M—»l

Alloy Steel Oversize Shank

Alloy Steel Shanks - Standard Size Spare Parts
Dimensions mm
Shank Ordering Code
J A D=DI M L2 - N
Angle Bar Dia. Min. Bore Overall Length | Insert Type Screw Torx Key

S05-DTG--5 5° 5.0 7.1 89

5.0 VSO1
S05-DTG--0 0° 5.0 7. 89
S06-FTJ--5 5° 6.0 7.3 102

6.0 TDOW VT51

S06-FTJ--0 0° 6.0 73 102

VS40
80 S08-JTJ--5 5° 8.0 9.2 102
' S08-JTJ--0 0° 8.0 92 102

Solid Carbide Shank - Standard Size Spare Parts
Dimensions mm
Shank Ordering Code
J A D=DI M 12 / N
Angle Bar Dia. Min. Bore Overall Length | Insert Type Screw Torx Key

C05-DTJ--5 5° 5.0 7.1 102

5.0 VS01
C05-DTJ--0 0° 5.0 71 102
C06-FTJ--5 5° 6.0 73 102

6.0 TDOW VT51

C06-FTJ--0 0° 6.0 7.3 102

VS40
80 C08-JTJ--5 5° 8.0 9.2 102
' C08-JTJ)--0 0° 8.0 92 102

Alloy Steel Shanks - Oversize Spare Parts
Dimensions mm
Shank Ordering Code /
2 A D D1 M L2 L1 /\
Angle ShankDia. BarDia. Min.Bore OverallLength  Barlength |InsertType  Screw Torx Key
S12-ETG-5 5° 12.0 52 6.9 64
25 VS01
S12-ETG-0 0° 12.0 5.2 6.9 64
S12-GTD--5 5° 12.0 6.4 76 70
12.0 32 TDOW VT51
S12-GTD--0 0° 120 6.4 7.6 70
VS40
S12-HTE--5 5° 12.0 79 9.1 76 38
S12-HTE--0 0° 12.0 79 9.1 76

*

5°angle for facing and thru-hole boring.
0° angle for thru-hole boring and boring to a shoulder.

*
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PowerBore Boring Bars
for WCOW Inserts (4213, 4214)

POWERBORE

A* Alloy Steel or Carbide Shank
]
%
T T T
v
© L

Alloy Steel Shanks - Standard Size Spare Parts
Dimensions mm
Shank Ordering Code /
? A D=D1 M L /\
Angle Bar Dia. Min. Bore Bar Length Insert Type Screw Torx Key
S05-DWG-5 5° 5.0 6.1
>0 S05-DWC-0 0° 5.0 64 o
Bt bl : : WCOWA4213
VS40 VT51
S06-FWJ--5 5 6.0 70 weow4214
6.0 102
S06-FWJ--0 0° 6.0 73
Solid Carbide Shank - Standard Size Spare Parts
Dimensions mm
Shank Ordering Code
? A D=D1 M L e N
Angle Bar Dia. Min. Bore Bar Length Insert Type Screw Torx Key
. C05-DWJ--5 5° 5.0 6.1
' C05-DWJ--0 0° 5.0 64 WCOW4213
102 VS40 VT51
50 C06-FWJ--5 5 6.0 70 wCow4214
' CO6-FWJ--0 0° 6.0 73

Alloy Steel Shanks - Oversize

Spare Parts

Dimensions mm

Shank Ordering Code

>~ o N

D D1 M L2 L1
Angle Shank Dia. BarDia. Min.Bore OverallLength  BarlLength |InsertType  Screw Torx Key
S10-EWA--5 5° 10.0 52 58 57 i
$10-EWA--0 0° 100 5.2 6.2 57 WCOWA213
10.0 VS40 VT51
$10-GWG-5 5 100 64 74 64 o WCowa214
S10-GWG-0 0° 10.0 6.4 76 64

* 5%angle for facing and thru-hole boring.
* 0°angle for thru-hole boring and boring to a shoulder.
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PowerBore Boring Bars
for WCOW Inserts (5013, 5014)

POWERBORE

Alloy Steel or Carbide Shank

Alloy Steel Shanks - Standard Size

Spare Parts

Dimensions mm

Shank Ordering Code
J A D=DI1 M L e N
Angle Bar Dia. Min. Bore Bar Length Insert Type Screw Torx Key
S08-JWJ--5 5° 8.0 9.2 WCOW5013
8.0 102 VS41 VT51
S08-JW)--0 0° 8.0 9.2 WCoWs014
Solid Carbide Shank - Standard Size Spare Parts
Dimensions mm
Shank Ordering Code /
J A D=D1 M L /\
Angle Bar Dia. Min. Bore Bar Length Insert Type Screw Torx Key
C08-JWJ--5 5° 8.0 9.2 WCOW5013
8.0 102 VS41 VT51
C08-JWJ--0 0° 80 92 WCows014

Alloy Steel Shanks - Oversize

Spare Parts

Dimensions mm

Shank Ordering Code

; s s

D D1 M L2
Angle  ShankDia BarDia. Min.Bore OverallLength  BarlLength |InsertType  Screw Torx Key
S10-HWE--5 5° 10.0 79 9.2 76 WCOW5013
10.0 38 VS41 VT51
$10-HWE--0 0° 100 79 92 76 WCOW5014

* 5°angle for facing and thru-hole boring.
* 0°angle for thru-hole boring and boring to a shoulder.
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Internal Toolholders MINIPRO
Double Ended
d Vs \ : Coolant
v Inlet
T D

Location Screw

A

Spare Parts
M
Micro - Double Ended / % N S N
Insr\gir%rgia SB?:k Orcdoeéieng Dimensions mm Location Screw* Clamping Screw x 3
d mm D L L1 LO Screw M Key Screw Key
10 SMC10-3.0 % 9-Short 89 AGISM8X28 28
; 12 SMC12-3.0 16 - Medium 96 AGISM8X21 21
16 SMC16-3.0 o5 9- Short 104 AGISM8X49 49
20 SMC20-3.0 16 - Medium 11 AGISM8X42 D)
10 SMCI0-4.0 9 - Short 8 AGISM8X28 28
80 16 - Medium % AGISM8X21 21
) 12| SMC12-40 21-Long 101 AGISM8X16 16
AGISM8X49 49
16 SMC16-4.0 9- Short 104 M4X0.7X4.0 K2.0
95 16 - Medium 111 AGISM8X42 49
20 SMC20-4.0 21 -Long 116 AGISMEX37 37
9 Short . AGISM8X28 28 40
12 SMC12-6.0 80 16 - Medium % AGISM8X21 21
; 21-Long 101 AGISM8X16 16
16 SMC16-6.0 I 104 AGISM8X49 49
95 16 - Medium m AGISM8X42 4
20 SMC20-6.0 21 -Long 116 AGISMEX37 37
16 SMC16-8.0 15 - Short 107 AGISM8X33 33
8 95 20 - Medium 115 AGISM8X25 25
20 | SMC20-80 28-Long 123 AGISM8X17 17
M6X1.0X5.0 K3.0
6 SMCI6-10.0 - o AGISM8X30 30
10 95 25 - Medium 120 AGISM8X20 20
20 SMC20-10.0 35-Long 130 AGISMEX10 0

*

Every toolholder package contains the full range of location screws needed.

Tnvargus| 4o |
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MINIPRO

MiniPro Technical Data
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- ° N
Recommended Grades, Cutting Speeds Vc [m/min], MINIPRO
Feed f [mm/rev] and Max Depth [mm]
Ve [m/min] Max Depth [mm]
] Feed [mm/rev]
> Coated PowerBore
3
ISy Hardness . . .
. & h VTX VMX Power | Micro | Micro | TDOW Micro
Material | > ) Brinell |powerBore)  Micro Bore | Boring |Grooving| CDOW WDOW Boring
Group Material HB
1 Low Carbon ((=0.1-0.25%) 125 115-190 | 50-120 | 0.25 | 0.05 | 0.03 | 045 | 06 04
2 | Unalloyed Steel Medium Carbon (C=0.25-0.55%) 150 100-175 | 40-100 | 0.2 | 0.04 | 0.02 | 045 | 06 04
3 High Carbon (C=0.55-0.85%) 170 90-165 30-80 015 | 0.03 | 0.01 | 045 | 06 04
4 Non Hardened 180 85-145 50-70 02 | 004 | 002 | 035 | 05 0.3
Low Alloy Steel . i
5 (@lloying elerents<5%) Hardened 275 75-140 40-60 015 | 0.04 | 0.01 | 035 | 05 0.3
6 Hardened 350 70-135 30-50 0.1 0.03 | 001 | 035 | 05 0.3
7 | High Alloy Steel Annealed 200 | 70-110 | 30-50 | 01 | 004 | 0.02 | 018 | 04 | 015
g | (alloying elements>5%) | j3rdened 325 | 50-100 | 25-40 | 0.05 | 003 | 001 | 018 | 04 | 015
9 it Sices Low Alloy (alloying elements<5%) 200 75-140 30-50 | 025 | 0.04 | 002 | 018 | 04 | 015
ast Stee
0 High Alloy (alloying elements>5%)| 225 60-120 | 25-40 01 | 004 | 002 | 018 | 04 | 015
1] Stainless Steel Non Hardened 200 | 70-130 | 60-100 | 0.2 | 004 | 0.01 | 022 | 05 | 0.2
12| Ferritic Hardened 330 60-115 40-60 | 008 | 003 | 001 | 018 | 04 0.15
13| Stainless Steel Austenitic 180 | 90-140 | 50-90 | 0.2 | 0.04 | 001 | 0.22 | 05 | 02
M 14| Austenitic Super Austenitic 200 | 40-110 | 40-60 | 008 | 0.04 | 001 | 018 | 04 | 015
Stginlelss 15 Stainless Steel Non Hardened 200 | 90-120 | 40-60 | 0.2 | 004 | 002 | 022 | 05 | 02
43S 16| Cast Ferritic Hardened 330 65-110 30-50 0.08 | 0.03 | 0.01 | 018 | 04 0.15
17| Stainless Steel Austenitic 200 | 85110 | 40-60 | 02 | 004 | 0.02 | 022 | 05 | 02
Cast Austenitic Hardened 330 | 60-100 | 30-50 | 0.08 | 0.03 | 001 | 018 | 04 | 015
Malleable Ferritic (short chips) 130 | 70160 | 5070 | 015 | 0.02 | 002 | 03 | 04 | 0.25
Castlron Pearlitic (long chips) 230 60-145 50-70 010 | 0.01 | 001 0.3 04 | 025
Low Tensile Strength 180 70-130 50-70 015 | 002 | 002 | 045 | 06 04
Grey Cast Iron - -
High Tensile Strength 260 60-115 40-60 01 | 001 | 002 | 045 | 06 04
Ferritic 160 125-160 50-70 015 | 002 | 0.02 | 045 | 06 04
Nodular Sg Iron —
Pearlitic 260 90-120 60-80 0.1 0.01 | 001 | 045 | 06 04
Al Ailleye Non Aging 60 | 100-365 | 100-300 | 0.3 | 0.03 | 003 | 063 | 10 | 05
Wrought Aged 100 | 80-220 | 100-150 | 0.2 | 0.03 | 003 | 063 | 1.0 | 05
. Cast 75 200-400 | 100-150 | 0.3 | 0.03 | 0.03 | 0.63 1.0 0.5
Aluminium Alloys
Cast & Aged 90 200-280 | 60-100 02 | 003 | 0.03 | 063 1.0 0.5
Aluminium Alloys Cast Si 13-22% 130 60-180 | 100-150 | 0.3 | 0.02 | 0.02 | 0.63 1.0 0.5
Copperand Brass 90 | 80225 | 60-100 | 03 | 003 | 003 | 063 | 10 | 05
Copper Alloys Bronze And Non Leaded Copper| 100 | 80255 | 60-100 | 0.2 | 0.03 | 0.03 | 063 | 10 | 05
119] Annealed (iron based) 200 45-60 25-45 02 | 004 | 001 | 0.22 | 05 0.2
S 20| High Temperature | Aged (iron based) 280 | 30-50 | 20-30 | 008 | 0.03 | 0.01 | 018 | 04 | 015
. 21| Alloys Annealed (nickel or cobalt based) | 250 | 20-30 | 1520 | 008 | 001 | 001 | 018 | 04 | 015
eat [
Resistant 122 Aged (nickel or cobalt based) 350 15-25 10-15 | 0.05 | 001 | 001 | 018 | 04 | 015
Material 23] _ . Pure 99.5 Ti 400Rm | 140-170 | 60-100 | 0.05 | 0.02 | 0.02 | 018 | 04 0.15
— Titanium Alloys
24 a+p Alloys 1050Rm | 50-70 40-50 0.05 | 002 | 002 | 018 | 04 | 015
H 25 45-50HRc| 45-65 20-45 0.02 | 001 | 001 | 005 | 02 | 0.05
Hardened || Extra Hard Steel Hardened & Tempered
araened »q 51-55HRc| 45-60 | 20-40 | 001 | 0.01 | 001 | 005 | 01 | 005
Material
Grades
VTX VMX
General use carbide grade. General use carbide grade
TiAIN coated. for Micro inserts. TiN coated.
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MINIPRO

Spare Parts for PowerBore line /
Insert Boring Bar Insert Torx Screw Screw Description TorxKey | Torx Size

A Ccbow VSO1 1-72 Oval X 2.77LG.
B TDOW  Min.Bore 7.1 VS01 1-72 Oval X 2.77LG.

> Bore 7.1 VS40 M2 X 0.4 X 3.86LG.

VT51 T6

E WCOWA4213, WCOW4214 VS40 M2 X 0.4 X 3.86LG.
F WCOWS5013, WCOW5014 VS41 M2 X 0.4 X 490LG.

Tinvargus| 4os |
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NEUMO Ehrenberg Group

SHAVIVV

Leading Deburring Solutions

"Einighing

SHAVIV hand deburring tools
offer a range of cost-effective and
efficient solutions to companies
across allindustry sectors that need

to remove burrs from different
materials. The tools are renowned

Die & Mold  Electrical Plastic ~ Automotive  Metal Plumbing  Aviation

for providing “the finishing touch” ’
in a host of applications, such as \

hole edges, straight edges, flat

surfaces, keyways and corners. Metal Aluminum Copper CastIron Plastic Wood
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NEUMO Ehrenberg Group

GROOVE X

Innovative Grooving & Turning Solutions

The increasingly popular and
rapidly growing GROOVEX line,
established in 2011, provides a
comprehensive line of products
for grooving, boring, turning
and mico-machining solutions
across all industry sectors. VG-Cut micrOscope Mini-V GrooVical

.....................


http://WWW.VARGUS.COM/groovex
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Notes
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VARGUS Worldwide

waavargus

NEUMO Ehrenberg Group

With a network of 13 international companies and hundreds of distributors, warehouses and certified ISO 9001
manufacturing facilities, VARGUS Ltd. serves customers in more than 100 countries around the globe. A customer-
focused organization, VARGUS Ltd. is committed to providing innovative products and solutions of the highest
quality and excellent value, and is renowned for its technical expertise and uncompromising service.

VARGUS Ltd. - Global Headquarters +972 4 9855 101 | mrktg@vargus.com

EUROPE
DENMARK 0 N FrRANCE B GERMANY = ISRAEL =l POLAND
VARGUS Scandinavia VARGUS France VARGUS Germany NEUMO-VARGUS VARGUS Poland

+45 8794 4100
vargus@vargus.dk

+33 14601 7060
commercial@vargus.fr

+49 7043 36 161
info@vargus.de

+972 3537 3275 +48 46 834 9904 / 46 831 5140
neumo@neumo-vargus.co.l  vargus@neumo.pl

2 spaIN E3 switzerLAND TURKEY UNITED KINGDOM
VARGUS Ibérica VARGUS Switzerland VARGUS Turkey VARGUS UK

+34 977 52 49 00 +41 41784 2121 +90 21287501 41 +44 1952 583 222
sales@vargus.es info@vargus.ch info@vargusturkey.com tooling.uk@vargustooling.co.uk
ASIA NORTH & LATIN AMERICA

Bl cHina INDIA BRAZIL E= usa

VARGUS China VARGUS India VARGUS Brazil VARGUS USA

+86 21 516 88300
info@varguschina.net

+91 2135 654748
info@vargusindia.com

+55 47 3084 8001
info@vargus.com.br

For the complete list of VARGUS distributors, visit our website at www.vargus.com

+1 800 828 8765 / 608 756 4930

sales@vargususa.com
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