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Brand and application of carbide

Brand and appllcatlon of carbide ACarbide Threading Inserts For Qil Pipe

BRAND Introduce of use performance and application The code Introduction of carbide threading Inserts for oll plpe A-003
ooe | I sttt nttounmemiiie ot st sessang o ok LA e
casing threading and connecting threading. Colinet saries round threading inserts A-005

S— good high-intensity and red-hardness,meanwhile own excellent impact resistance.Suitable FMG serles round threading Inserts A-007

= e i e e i e i ettt o
mmmmmmm | With better integrated mechanical features and stability machinability,can bu used in tooling the Double-hole seriea round threading Inserts A-010

027 :;r:; g?::&lgmlge H?rr::& ::d high grade stesl (such as H40 J55 M85 CT5 N80 etc.)tubing , Double-slds series round threading Inssrts A0
Big triangle serles round threading Inserts A013

0327 —_ mﬂ:ﬂlﬁlgg;:an::mk:uaguﬁ red-hardness. It can be used in tooling the threading of drilling rod, Gommon threading machine Inserts A014
(2) Type and data of AP| casing butiress threading A015
In acoordance with the different useage,it can be coated or un-coated.For its good red-hardness|

&Y17 and toughness,this brand s suitable for tooling the specialized chipbreaker of the thread chaser Colinet serles buttress threading inserts A7
and some ofher tools. PMC series buttress thraading inserts A-019

Papilionacecus saries buttress threading inserts A=020

Double-hole series butiress threading Inserts A-021

Diamond inserts A-b22

Vertical Inserts A023

(3) Special threading form of fubing and casing for ol pipe A-024

(4)Thread type of oll drillrod connectors A-025

Data and application range of oil drillrod connectors A-026

Ol drillrod threading inserts A02T

(5)Milling pipe threading A-032

A-033

Type of milling pipe threading




(—=)Carbide threading inserts for oil pipe Type and data of API tubing and casing round

(1) The type of API tubing and casing round thread

p Internal threading
. : 5 ) i A - - (connector)
The code introduction of carbide threading inserts for oil pipe c
3 / i
e.Qd. BSBW2-—-—2 I ok f
P02O®® © O A L
300 30° 1°47°24
Introduction: P 1 - ’ﬁ' &
(@Stands for the threading machine or company name. T| @ AT o N !
“SK” stands for the Insert used for the NC threading machine. 2
“BP” “BC” stands for the insert uesd for the specific NC threading machine.
If not used for the NC threading machine,do not show any code. §
@8&tands for the code of thread types or thread pitch g |
8P=1/8" ’ (=3.175mm) V type round thread of tubing and casing (taper 1:16) P a0
10 P=1/10’ ' (=2.540mm) V type round thread of tubing (taper 1:16) Ew.: throa)dInu I
5B P=1/5" ’ (=5.080mm)buttress thread of casing (taper 1:16) B __Axesofthread

4Y1 P=1/4' * (=6.350mm)V -0.038R thread of oil drillrod connector (taper 1:6)
4Y2 P=1/4’ * (=6.350mm)V -0.038R thread of oil drillrod connector (taper 1:4)
5Y3 P=1/5" * (=5.080mm) YV -0.040 thread of oil drillrod connector (taper 1:4)

4Y4 P=1/4’ ' (=6.350mm)V -0.050 thread of oll drilirod connector (taper 1:4)

4Y5 P=1/4" * (=8.350mm)V -0.050 thread of oil drillrod connector (taper 1:6) Data Of tUbing and caSi ng ]"Ol.ind th read i ng
68Y6 P=1/8" " (=4.233mm)V -0.055 thread of oll drillrod connector (taper 1:8)
4YT P=1/4’ ' (=6.350mm)V -0.065 thread of oll drillrod connector (taper 1:6)

@ W--- external thread Pitch 2.178 2.54

N--- -internal thread

@ The character 123 4 stands for the number of the edges FiEkpim of i it il docroe il g

(8 The character 1 23 8 stands for the number of the teeth per edge Height of the tooth 1.81 1.412

® The character I I stands for the different teeth tpyes.If only one type,don't show any code Scraping height of crest 0.508 0.432
Scraping height of bottom 0.432 0.356




/ Colinet series round threading inserts Colinet series round threading inserts
Internal threading insert)

| External threading insert

CBWI-31(15% 8 1:16 |APlroundtbingtvead) 15, 54 01,03 24,26 GaNi-7 8 Iii # I ong and caing hnad - {5, 715 3.7 | XCaN1BI11 01,03 24,26
caNi-32(15% 8 1:18 |#Plroundbbing e 16, B8 01,03 24,28 C10N1-8 10 1:16 |%loundtsingtivesd 15, 49 2.6 XCaN1BII | 01,03 24, 28
c10W1-31 10 1:16 APlrourdbbingtread] 15, 18 01,03 24,28
C10W1-32 10 1:16 Plroudtbingtvesd 15, 45 01,08 24,28
r;.
e
=
|
| IET T ' | o108 | 24,26
1 _ - ! H \API rourd tuking thisac 01,03 24,26
Cawi-31 (129 8 1:18 PPlroundbbingtvead) 16. 6 5 BXCQW{BI|| 01,03 24,28
cam1-32(12%) 8 1:16 |[APlroundbbingtred| 16,9 8.61 | BXCAW1BI | 01,03 24,26

|\ Irond Ubing andcaing nad 15, ' 4.0 XO0GN1BI 01,03 24,26

-“- ----- e

o

1:16 |wrondwmadczmmal 6.7 | 3.15 | XCON1BI 01,03 24,26

1:18 [Fimityaiaiia 15, 75 BXCOWIBI | 01,08 24,28

C10W1-4 10 1:16 Plrourdibingtre) 15, 75 2.5 BXCaW1B1 01,08 24,26 P.S: CBNI-3F is the threading insert for reversing feed.




/ PMC series round threading inserts PMC series round threading inserts B
Internal threading Insert *

| External threading insert

- —:.-.8' r;- L
] A A~ L
7 = ol 18
& —

[5. 188 15.93 25.4
“‘----‘- “----_ (Mot | comt
PENI-81(12°) | 8 apiondasigtivad 14,7 | 7.72 01,03 | 24,26 P1ON1-8 1516 [ppimdtubingthead 15, 34 XPION1-8. BXPONTC| 01,03 | 24,26
PeWI-32(12" )| 8 | 1:16 [Plondeasigtiead 14,96 | 6.67 |XPeWi-2. XPeWiB | 01,08 | 24,26 PeNi-7 8 | 1:18 }wmmnmmmm 1.715| 8.7 (o naq| 0108 | 2426
PENI-33(12° )| B | 1:16 WPlwndesigtiead 15.04 | 5.61 |XPEWI-83. XPewiB | 01,08 | 24,26
BPEWI-31(16° )| 8 | 1:16 APloundubigtresl 14,71 | 7.72 | XPswWi-31. XpewiB | 01,03 | 24,26
BPENI-32(15° )| 8 | 1:18 |APlrundingtead 14,96 | 6.67 | XPSWI-2, XPEWIB| 01,08 | 24,28
BPOWI-33(16° )| & | 1:16 |®Plrcuvituingtvexd 15,04 | 5.61 |XPeWi-33, XPEWIB | 01,08 | 24,28

PioW1-31 1:16  PAPhoundtubingtread) 14, 316 XP10W1-81, mwlnl 01,08 | 24,28
P10OW1-32 10 1:16  PAPhoundtubngtvead) 14,67 | 6,46 | XP1OWI-32. mtllll 01,03 | 24,28
P1OW1-32 10 1:168 |{APloundiubingtread] 14,65 | 5.61 | XP10WI-33. lP‘Iﬂlll 01,03 | 24,26




/ Papilionaceous series round threading inserts Double-hole series round threading insert:

Exlemal ﬂ'll'ﬂﬂdlnﬂ insaﬂﬁxmmalmmdlng Ineﬂﬂ#

sstt, 34— —"—,_;_1_ gﬂ
A [ MRy [

| C‘_ $10.1 :r il
L1 L4.6] 24 4.5 a4

‘t

BBW2-3 (15° ) 1P| round tubingthread| 17, 08 0,32 01,08 24,26
BSW2-3(12* ) 8 1:16  |[APIroundcasingthread] 17,09 0.32 01,08 24,26
B1OW2—4 10 1:18  [2Plround tubingthread| 17, 08 0.01 01,08 24, 28

| Internal threading insert | [ Internal threading insert |

@)

L L {

u (i
@_____ A x| e
Al

| [ 1:16 |M|,.,,.,.J..,.,,.m,,h,,a4 12.4 ‘1: m| 01,08 | 24, 26 ‘

on|

|
=
:

1:18  [APiound ubing and casing hread) 17, 08 01,08 24,28

B1ON2—4 10 1:16  |8PI round tubing thread| 17, 09 0.01 01,03 24,28

| | | 1:16 }mmhulgmugnnl 2184 | s.24 | 01,08 [ 24,20 |

A-009 N =




/ Double

[Extsmal threading ins

ik

-side series round threading inserts

Double-side series round threading inserts

rnal threading in

AP raund tubing thread

24,28

AP | round tubing thread)

24,28

BO10W2=31 1:18  [&P1ond tibig f ead 3.97 TAZ118B 01,08 | 24,26
BC10W2-32 10 1:18 [AP1wonad tbirg # read L A TA2118B 01,03 24,26
BCAW2-31(15° )| & 1:16  |ARIonad fibirg  ead 4,20 TA2118B 01,03 | 24,20
BOSW2-32(15" ) 8 1:18  [APlonndfibitg i ead - B | TA2118B 01,03 24,26
BoaW2-31 (12" ) B 1:18  |APIround casing thread 4,29 TA2118B 01,03 24,28
BOBW2-32(12° ) 8 1:18  |APIround casing thread 2.7 TA2118B 01,08 | 24,26
P
. "]
5
=
“
o 8 6
H

l!‘ltl!-ﬂ'i 1:16  |8PIround tubing thmld 4,39 TA2118B 01,08 | 24, u
BP1OW2-32 10 1:18  [8PI round tubing thread 3.547 TA21188B 01,03 | 24,26
BP10W2-33 10 1:18 AP raund tubing threarl 2.7 TAZ118B 01,03 24,26
BPaW2-31 (156° ) B 1:16 [P round tubing thread 4,817 TA21188B 01,08 | 24,28
BPEW2-32(15" ) 8 1:18  |np) roundtubing thread 3.78 TA2118B 01,08 | 24,26
BPEW2-33 (15" ) 8 1218 |ap) round tubing thread - i TA2118B 01,08 | 24,28




[Extemal threading insert

T \s0°

)H

/ Big triangle series round threading inserts

r
H
il
=9
~

o/

Common threading machine inserts

1:16

BB o ubing and easing Ihreail

01,08

24, 26

10W1-2

R —— HoMmwsTx 01,08 | 24,26
10032 10 | 1:18 |[Pimundubingtiead 24,5 | 4.7 | J10(8)WS-DXQ | 01,03 | 24,26
[_ Internal threading Insert ]
L
#15.875 [ 8

307

5.5

1:16

AP Irure isirg and e s1ng Ivead

J10(8) N3-DX0Q

E

01,03

24, 26

10

1:16

AP round tubing thread

;7

7.2

01,03

24,26

(Square internal threading insert |

10N3-2

10

1:18

AP round tubing thread

4.7

J10(8) N3-DXG

01,03

24,28

1:18

A0 Iround LWbngand casing hre

W10 (8) N4-DXQ

24, 26

10N4-2

10

1:18

AP round tubing thre ad

26.2

1.1

W10 (8) N4-DXG

01,03

24,28




(2)Type and data of API casing buttress threading

508 Internal thread
" et 2 (connector)
gl RENWX
- : Av‘i @7/%@0 o @3’0
% 4724
S \\ AN Y
External thread 254 2.54 =
(pipe) 5.08

Axes of threa

Form and dimension of buttress cas.ing tHreadi'ng il diameter=4‘£'-']3’}é",5' toothf25.4mm,taper'1 16)

0.787
-

251

2.57

1.575
[ -
.,
&,
[
X
[

0.787
7

External thread
(pipe)

Internal thread
(connector)

7

i)
&
7239

Farm and dimension of buttress casing threading(diameter=16" Stooth/25 4m taper1:12)

External thread
(pipe)

[
2hs
|

Internal thread
(connector)

_Axes ofthread

Form of extreme-line cas'i'ng thread'ing ('5""-'?'55",Elt'oo'thfé'é.ﬁmm,iaper 1 :S]i

External thread
(pipe) o

Internal thread
(connector)

| Axes O_fﬂl read

Formaof extreme-line casing threading (8%:- 10%: Stooth/25. 4mm taper 1:9.6)



/ PMC series buttress threading inserts Papilionaceous series buttress threading inserts

[External threading insert

10° 92 LD
SRR #
L— = ! n
o
— 3 * #70.7
= 1 1.0
& 15,8 \5"“
{ | 1:18 ﬂPlhuttrﬂsthread 15.73 | 1.85 | mxcow-si ] 01,08 | 24,26 ] 1:18 APlbuttressihread 01,03 | 24,28
B5BW2-2 |11 5 1:18 AP| buttressthread 5 01,08 | 24,28
10° wke
;;_m ol :
S= [Internal threading insert |
=
L
'L
5. 188| 16.8 ‘
1
i 3 j i
PEBNI-31 5 1:18 8P| huttiess thiead] 14.60 | 4,37 |XPSBI-31, XPoBNI-B| 01,08 | 24,28 Q /

P5BN1-32 5 1:18 |AP| huttress thread| 14.86 | 2.83 |XPSEWI-32. XPSEN1-B| 01,03 | 24,26

PSBW1-33 5 1218 |Ap| butiress thiead| 15-00 | 0.88 | XPSBNI-33, XPSENI-B| 01,03 | 24,26 I I
B5BNZ-3 5 1:16 | APIbuttressthread| 22.078 | 2.0 01,08 | 24,20 |

|Inernal threading insert |

L 9%30’
]

PEBN1-5 . 5 | 1:18 |AP| buttress thiead| 16.608 | 1.7 |XPSEN1-5. mﬂe 01,08 | 24,28

P5BN1-58 5 1:18 |AP| huttress thiead| 15.608 | 1.8 XPSBN1-6A 01,08 | 24,26




/ Vertical inserts (3) Special threading form of tubing and casing for oil p

[Extemal threading inse

1:18 ﬁPlbmtresthread 18 | .45 . 01,03 :4.‘:1.'
THBWLE 5 1:16 [AP|buttressthread| 26.7 | 2.65 | 16.876 | g.90 | 01,08 | 24,28
(Internal threading insert |

01.03 | 24,26
01,03 | 24,26

1:18 8D | putiressthread
5 1:18 AP |buttressthread

[ortumg code foscn [ a0 [ hreatom
BBNL3 5
T5BNL3

| ToBuLs-1KT [ 5 | 1:18 hwmtressmgdl z:n| 3.40 |1suﬂ .45 |o1u|nz-‘




(4) Thread type of oil drillrod connectors (#)Thread type of oll drillrod connectors

Threadtype of ail drillrod connectors

Internalthread (Data and application range of oil dirlirod connector threadlng] unit:mm

fes

.-

V-0.038R | V-0.038R | V-0.040 | V-0.050 | V-0.050 | V-0.055 | V-0.065
2" Teeth/inch 4 4 5 4 4 6 4
Pltch
” P 6. 350 6. 350 5.080 6. 350 8. 350 4.233 6.35
(7]
' @ Height of angle 5.487 5.471 4.376 5. 471 5. 487 3. 660 5. 487
g ’ HOTghtoT oot e
i e !E % 'W‘ﬂ 3.095 3.083 2.933 3.742 3.755 1.420 2881
xternal threa } B 90"
'WMM““"‘I 1. 428 1.423 0.875 1.094 1.097 1. 200 1.428
o pesotwead | VR,
Esnatin °"°’1 0. 965 0. 985 0.508 0. 635 0. 835 1.031 1.229
Thread farm of V-0 03R V-0.040 &\V-0.050 MF“EM bottom , o51 | 1.651 1016 | 1.270 | 1.270 | 1.397 | 1.651
Clrcle-arc radius of tooth 1.194 1.422
| & . Crost soraping. J¢| 0-965 | o.985 | o0.508 | 0.635 | 0.635 | ---—- | -
’ Internal thread T.p.r. e of
/ Thread &g 1: & 1: 4 1: 4 1: 4 1: 6 1: 8 1: 6
5 / L 23-4lmee| 5§°REQ | 63'REQ o
Frn L = 3 i
& leation NG23-NG50 | NC6-NCT7 . y L NC10-NC16
1, - (L ! Appl range af'rn | 78wee | s"FH 23 sYiF
V ) e B PN | efrmea | oferm
Fen L

2
&

A

External thread | P ! "‘_‘\.90’
Axes ofthread

Thread form of V-0.055 &%-0.065




ME— / Oil drillrod threading inserts Qil drilirod threading inserts
[Iw“lmm‘mw“W*IWdHIMMImMIW]MH#

~
/
[iSrernocose  [imbncs - - - 1 o - oo

AYIN3-1 4 V=0. 038R 286. 51 1.08 24,26 4Y1N3-1 4 V-10. 038R 26. 51 01,03 24,28
4Y2W3-1 4 1:4 V=0. 038R 26. 51 3.7 01,03 24,28 AY1INI-T 4 1:8 V-0. 038R 26,9 3.7 01,08 24,28
&Y3w3-1 5 1:4 v=0. 040 26. 96 3.7 01,08 24, 26 4Y2N3-1 4 1:4 V-0, 038R 26. 51 8.7 01,03 24,26
4Y4W3-1 4 1:4 v-0. 050 26.83 3.7 01,03 24,26 5Y3N3-1 5 1:4 V-0, 040 28,96 4.7 01,03 24,28
4Y5W3-1 4 1:6 V-0. 050 26. 83 3.7 01,08 24, 26 4Y4N3-1 4 1:4 v-0. 050 26.83 8.7 01,03 24,26
AYSNI-1T 4 1:12 V-0. 050 26. 83 .7 01,03 24,26 4Y5N3-1 4 1:8 Y=0. 050 26.83 3.7 01,03 24,26
47031 4 1:8 V-0. 085 26.24 3.7 01,03 24, 28 4Y5N3-1T 4 1:12 v=0. 050 26.83 8.7 01,08 24,28
MZ4Y1W3-1 4 1:16 V-0, 038R 26. 51 3.7 01,02 24, 26 4YTN3-1 4 1:6 V-0. 065 26.24 3.7 01,03 24,28
MZAY1N3-1 4 1:16 V-0. 038R 26. 61 3.7 01,03 24,26

P.5:4Y1N3-1T is the lefthand insert.

24, 26 22NRBAPIT 24,26

24,28 BYEN3-1 24,28




/ Oil drillrod threading inserts Oil drillrod threading inserts

Iitype drilirod intsmal threading i

27HR4Y1
27NRAYS 4 1:8 v-0. 050 26. 30 3.2 01,03 24,26

!

o (T
"

. 28

2.5 01,03
2.8 01,03

2R
2
o
z
g
2
]
-

01,08 24,28
. 28 22NR4Y58Y 4 1:8 V-0, 050 20.15 2.8 01,03 24,28




/ Oil drillrod threading inserts

(3) Milling pipe threading

[l | |Wﬁmmﬂmmum# Milling pipe threading —

A

BAYIWN3—1 4 1:6 01,03 24,26
BAY1W3-1T 4 1:18 01,03 24,28
B4Y2W3~1 4 1:4 V-0, 038R 18.43 7.18 01,03 24,26
BEY3W3—1 5 1:4 V=0. 040 18.58 71.13 01,03 24,28
BAY4ANI-1 4 1:4 V-0. 050 18. 43 7.13 01,03 24,26
BAY5W3~1 4 1:6 V-0, 050 18.43 7.13 01,03 24,286
B4YSWI-1T 4 1:18 V-0, 050 18.50 7.3 01,08 24,26

(I 1typo drilirod ntermal threading insert

2°

B4Y1Ns-1 4 18.43 7.13 01,03 24,26
B4Y1N3-1T 4 1:18 V-0. 038R 18.43 7.18 01,03 24,26
B4Y2N3-1 4 1:4 V-0. 038R 18. 43 7.13 01,03 24,28
BGY3NS-1 5 1:4 V-0, 040 18.68 7.13 01,03 24,26
B4Y4N3-1 4 1:4 V-0, 060 18.43 7.13 01,03 24,28
B4Y5N3-1 4 1:6 v-0. 050 18.43 7.18 01,03 24,28
B4Y5N3-1T 4 1:16 v-0. 050 18.50 7.3 01, 03 24,26

2,545 730"
3.175 r-‘—"
(0. 482)

S (0. 167

27

Dimensions of two gyade buttyess short tooth syn-thread(FJWP)

2,929 8. 249

——f=— 0. 4x45°

1.27

Dimenslons of two gyade regularity rectangle short tooth syn-thread(TSWP)




P.S:The New APl code is c/26417(30), means the 23°change to30°

(2) cChamfering insert. Edging face insert |

il kS

2P 7 f—

) J =

o/ 2IC i

L2 ,{0 %

. 4
Woeingeess [0 11 12 e

\ /20943 | 17.78 | 12.78 4.78 | 5.58 |

L2 3
L
0-322468-T 25 16.25 1.7 7.94 I\_.' 1.6
0/32246/B 25.0 16.0 9.0 7.93 5.74 2.0




I

[ (3) Delurringinsert

TCMX18T308-FR

8. 625

0.8

4) Shim

shim for colinet series threading inse )

TCMX16T304~FR

9. 526

EEErE=

L2
1
.1

2':—IL - I

L ;“

Evollivmn g
L1 Q* 8—

CSBW1-21, C5BW1-32

c/28681 CENi-31(12° ), CaW1-32(12° )

,-,F_

L1

26.5 | 1291 | 5.20 | 048 | 470 | GEN1-7, G10N1-8 ]




@ Shim ® Shim N

@hlm for Hertel series threading Ins‘er@
e 8
: >
- s --

[Shim for drilirod series threading inserts|

T

Shim for Hertel series threading inserts|




5) Chipbreaker

bhtphroakar for Colinet series threading inserts

e cco

45"

BAY1N3-1. BAY2N3-1. BXCOW1BI 15.76 | 12.8 CeW1-31(16%). 08W1-32(16% - C10Wi-31. C10W1-32
169. 737 B4Y4N3-1, BAYSN3-1.
BAYTN3-1, B5Y3N3-1 BXGOW1BI 1 20 12 1.9 C8W1-31(127) , 08W1-32(127), C5BW1-31, C5BN1-32
BXCOWIBI1I 25.10| 13.0 | 2.0 GSBW1-5. BCSEW1-5D

B4YIW3-1. B4AY2WN3-1.
2.5 BAYAN3-1, BAYSW3-1. [ TAz11ea

K

30"
=
A 4.5

I double-side round threading Insert

169. b37 4.6 ‘ 12.5 3.18

B4YTW3-1, B5Y3W3-1

I @1@

EHIIB! 165.75 | 12.8 CBN1-2 ., CBN1-3F
XCON1B11 15.80 | 12.7 | 1.3 C8N1-4. C10N1-5
XCan1Bei 11 25.20 | 12.7 | 2.4 C8N1-7. C10N1-8. C6BN1-5




(5) Chipbreaker

bhlpbroaksrfor PMC series threading inserts

hipbreaker for external threading inserts

XPEW1-31 15.93 | 12.68 | 7.72 PBNI-31(12° ) , PAWI-31 (167 ) XPEBN1-31 16.9 | 13.6 PEBN1-31
XPEN1-32 15.93| 13 | 6.67 PEN1-32(12° ) . PEWI-32(15°) i o] Bl i
XPBN1-33 16.93 | 13.4 | 6.81 PEN1-33(12° ) . PBN1-33(15° ) et ihioal| Il I PoBN1-33
XP1OWI-31 10 [12.82] 7.3 P1ON1-31
XP10W1-32 16 [12.82 6.48 P1OW1-32
XP10W1-33 16 [13.32] 5.61 P1ON1-33
o
=
m{(
A 4.4
e
A 402 ‘ XP5BN1-B 8.0 12.32 PSBN1-31, P5BW1-32, PEBN1-33
XPEW1B 12.45 P8W1-31, P8W1-32. PAN1-33

XP10OW1B 16 12,46 P10OW1-31. P10W1-32. P10W1-33




/ Chipbreaker for PMC series threading inserts Chipbreaker for PMC series threading Inserts
B

E:hlpbraakar‘l'or internal threading inserts Chipbreaker for internal threading Insar‘ls_ J

i [

mm i

— L —— — e m—

i T

A
A

XP8N1-7
XPEN1-7A 25.4 [14.25( 3.7

sz

[ w ]

) I e | 254 | 1e | BPGBN1-5, BP10N1-8. BPBN-17
XPIONi-8 | 26.4 [14.34] 4.49 P1ON1-8 ‘




- L]
Chlpbreaker for assorted inserts
I
C Tool shank of carbide threading inserts for oil pipe
The code introduction of carbide threading tool shankfor oilpipe C-049
(1)Toolshank for external cirele turning inserts c-051
(2)Toolshank forboring inserts C-055
o (3)Toolshank forpapilionaceous threading inserts C-061
Toolshank for papilonaceousround external threading inserts C-061
Square tool shankfor papilonaceousround internalthreading inserts C-0B2
Roundtoolshank forpapilonaceousroundinternalthreading inserts C-063
Multiduty toolshankforpapilonacecus round internalthreading inserts C-064
Square multidutytool shank forpapilonaceous round internalthreading inserts C-0B5
Round multiduty tool shank for papilonacecusround internal
threading inserts C-067
Round multiduty tool shank for papilonaceousround internalthreading inserts C-0B8
Toolshank for papilionaceous buttress externalthreading inserts C-069
Square toolshank forpapilionaceous buttress internalthreading inserts C-0v0
- - - - Round toolshank forpapilionaceous buttressinternalthreading inserts C-071
Multiduty toolshank forpapilionaceous buttress external threading inserts c-07v2
| o0/tedtn | HEL | Lk | LH I o/zaa17 Square l|:r1ultidut3r toolshpanpk forpapilionaceous buttress E:)(ternalg
threading inserts C-073
Round multiduty tool shank for papilionaceous buttre ss external
threading inserts C-074
(4) Tool shankfordouble-hole seriesthreading inserts C-075
Toolshankfor double-hole series external threading inserts C-075
Toolshank for double-hole seriesinternal threading inserts C-076
(5) Tool shankfordiamond seriesthreading inserts c-o7y
Toolshank fordiamond series external threading inserts c-0v7
Square tool shankfor diamond series internalthreading inserts Cc-078
Roundtoolshank for diamond series internalthreading inserts c-0v9
(B)Tool shank forvertical seriesthreading inserts C-080
Tool shank forvertical buttress threading inserts C-080
Squaretoolshank forvertical buttress threading inserts C-081
Roundtool shankforvertical buttressthreading inserts C-082
(7)Tool shank fortriangle threading inserts C-083
Toolshank fortriangle externalthreading inserts c-083
Square tool shankfortriangle internal threading inserts C-084
Roundtoolshank fortriangle internalthreading inserts C-085
(8) Tool shank for strip threading inserts C-086
Toolshank for strip double-tooth externalthreading inserts C-086
(9) Tool shank for quadrilateralthreading inserts Cc-087
Squaretool shank forquadrilateralinternalthreading inserts c-087
(10) Tool shank for 406 machine tool C-089
Tool shank for 406 boring tool C-089
Tool shank for 406 round chasing tool C-090
Tool shank for 406 horizontal buttress chasing tool Cc-091
406 multiduty tool shank C-092
(117 Specific multiduty cutterblock C-098
(12) BM series cutterblock C-111
(13) BP series cutterblock c-1z
(14) Complete tool shank for chamfering ,deburring and edging face inserts C-115
(18)Toolshank for drilrod threading C-118
Toolshank for | type external threading inserts c-18
Square tool shank for | type internalthreading inserts C-19
Roundtoolshank for | typeinternalthreading inserts C-120
Toolshank for [l type externalthreading inserts C-121
Square tool shank for Il type internalthreading inserts c-122
Roundtoolshank for [ltypeinternalthreading inserts C-123
Toolshank for Il type external threading inserts C-124
Square tool shank for [l type internal threading inserts C-125
Roundtoolshank for 1l type internalthreading inserts C-126




Tool shank for external circle turning inse

Tool shank for external circle turning inserts

I
“@L -

FT
.:é;L .

Code

CNMG160608

G1gB-7.8

YMA-15

SLX-6

§3/84

Code

CGNNG180608

C16A-8.1

Go516

HTOGOB

YLB3-20

MCEMNR/L 2525 M16 25 25 22 PCENR/L 2525 16 25 25 22

MCENR/L 3225 P18 32 25 22 az 170 PCENR/L 3225 P16 32 25 2z az 170

MCEMNR/L 3232 P16 32 32 28 32 170 PGBMNR/L 3232 P16 32 32 28 32 170

MCENR/L 4040 18 40 40 kL 40 260 PCENR/L 4040 516 40 40 36 40 2680

-~ D& AN e dt AL AF I 4%
53




(2) Tool shank for boring inserts

|
-
i

c N L1 [ | L1
A — 3 5 o
I..i % I — L‘zﬁyw B
L L
MSKNR15-A34025 275 | 150 65.8 MCLNR18-AS40%25 275
A 2§'~al A 2r~ale
MSKNR15-AS48332 305 | 180 | 48 [ 100 [ 32 | 42 | 26 [74.3 (..., MOLNR18-AS48%32 305 | 180 | 48 | 100 | 32 | 42 | 26 | 74.3 | g0
MSKNR15-BS48 32 . 335 | 180 | 48 [ 130 | 3z | s0 | 3z [74.3| 91319 MOLNR16-B$4832 - 335 | 180 | 48 | 130 | 32 | 50 | 32 |74.3| W1319
B 4'~53" B 4"~53"
WSKNR15-BS5536 355 | 200 | 55 | 130 | 36 | 50 | 32 | 75 | . MCLNR18-BS553X36 365 [ 200 | 55 | 130 | a6 | 50 | 82 | 75 | o
WSKNR15-054832 g 958 | 180 | 48 | 158 | 32 | 56 | 36 | 74,3 | OKI312 MOLNR1 60348332 oS8 358 [ 180 | 48 | 158 | 32 | 58 | 36 |74.3 | U132
[+ ~ G '~
MSKNR15-AS56X 38 378 | 200 | 66 |18 | 36 | 66 | 36 |TP.2| MOLNR18-AS55% 36 378 | 200 | 85 | 158 | 36 | 6 | 3 |72
D | MSKNRIS-DSS5x36 | o2'~133"| 395 | 200 | 85 | 175 | 36 | 60 | 43 [e1.5| 5124 D | MOLNRIe-DSS5x36 | 93~q33:| 395 | 200 | 55 | 175 | 38 | 60 | 43 | 1.5 | 3124

[ clamp [ wrench [ Accsseory || insert [ shim [ Clamp  [[Serewpin [ wrench
8 e - & & A N

Code SNMQ1506186 $15B-7.8 YMA-15 SLX-8 §3/84 Code CNME180608 C16B-7. 28 YMA-15 SLX-8 53/54




(2) Tool shank for boring inse

[F o T
B S & 1
¢ I L1
= ﬁ - a ‘-\ = i a
" ™S =
L ¢ Li
L
POLNR16-AS40325 28 a%' 150 MSKNR15-AR403C80 CK7815 CK7620
POLNR16-AS48332 305 | 180 | 48 | 100 | 32 | 42 | 26 | 743 | gea0n o | MSKHRIS-ARSOX90 sl 215 | 90 | 50 | 286 100 | 26 |ck7e32 okazesn
POLNR16-BS48X32 sl 335 | 180 | 48 | 130 | 32 | 50 | 32 |74.3 | 01319 MSKNR15-ARB0><100 225 | 100 | 60 | 26 100 | 26 0KT840
l —~—
FCLNR16-B355%36 sf 355 | 200 55 130 38 50 32 75 §1-262 MSKNR15-AR80x 140 285 140 &0 28 100 26 CK32838
o | POLNRIE-Csdexa2 46+g5 368 | 180 | 48 | 158 | 32 | 56 | 36 |74.3 | OKI312 MSKNR15-BR40(B0 235 | 80 | 40 | %1 130 | 32 |cKi815 €K7620
- gBe
POLNR16-ASE5X36 | S © | 378 | 200 | 55 | 158 | 36 | 56 | 36 |77.2 s1-262 NSKNRIS-BRSOX90 | st 245 | 90 | 50 | 91 130 | 32 |CK7892 OK3263A
8 -
D | POLNR16-DSE5X36 a§'~1s§' 385 | 200 | 55 | 175 | 38 | 60 | 43 |@8i.5| S1-245 MSKNR15-BR60X100 255 | 100 80 | 31 180 | 82 0K7840
MSKNR15-BRS0X140 285 140 80 N 130 32 CK3263B
MSKNR15-CRE0><100 e§ aﬁ 278 100 60 38 158 a6 CKT7840
p L. "
[ Accessory [ insert [\ Shim [ Lever ['Springpin [Glampboit || Wrencn uskwR1s-oeox140 | 8 %8 [a1e | 140 | s0 | s | 1ss | a6 | oxszom
MSKNR16-DROOX100 | o | 205 | 100 | 60 | 43 175 | 43 OK7840
L= /\ = g3~ 133
MSKNR15-DRBO>140 335 | 140 | B0 | 43 | 175 | 43 0K32638

Code CNNG180808 C18A-8.1 Go518 HTO808 YLB&-20

e [ o s [
-~ | @ | & o | AN

vi

Code SNM@150608 §5156-7.8 YMA-15 SLX-6




(3) Tool shank for papilionaceous threading inserts

(3) Tool shank for papilionaceous thread

5%;

T

\d

MCLNR16-AR40 80 CK7815 CK7620
. MCLMNR16-ARG0X 90 3& 215 90 50 26 100 | 26 |CK7832 OK3263A
28 gl
MCLNR18-AR60 % 100 225 | 100 60 26 100 | 26 CK7840
MCLNR16-ARBO X 140 265 | 140 80 26 100 | 26 K3263B
MCLNR16-BR403<80 235 80 40 31 130 | 32 |CK7B15 €K7620
WOLNR16-BR50X00 | 5-1! . 245 90 50 3 130 | 32 |CK7832 CK3263A
B -
MOLNR16-BR60 X 100 256 | 100 60 31 130 | 32 0K7840
MCLNR16-BR80 X 140 205 | 140 80 3 130 | @2 (K3263B
MCLNR16-GR60 X 100 278 | 100 60 36 158 | 36 CKT240
G Q.ﬁ-\-.,a.i'
MOLNR16-CR80X 140 g8 "8 318 140 80 36 158 | 36 CK32638
NOLNR16-DRBOX 100 | 3. | 295 | 100 80 43 175 | 43 OK7840
D oz"~133"
NCLNR18-DR80 140 335 | 140 80 43 175 | 43 0K32638
Code CNN@160608 C16B-7. 8 YMA-15 SLX-8 $3/84

PGLNR18-AR40 X 80 CK7815 0K7620
A PCLNR16-AR60< 90 % 3* 216 90 50 26 100 | 26 |CK7832 CK3263A
2303l

PCLNR16-AR60100 226 | 100 80 26 100 | 26 CK7840

PCLNR16-ARB03<140 265 | 140 80 26 100 | 26 CK3263B

PCLNR16-BR40 X 80 235 80 40 3 130 | 32 |CK7815 CK7620

POLNR16-BREOX 90 [ ., 5% . 245 90 50 3 130 | 32 [0K7832 CK3263A
B -

PCLNR16-BRG0100 266 | 100 60 31 130 | 82 CK7840

PCLNR16-BR80X} 140 295 | 140 80 31 130 | 82 CK3263B

PCLNR16-CR603<100 278 | 100 60 36 158 | 26 CKT840
G gﬁhgﬁ*

PCLNR16-CR80X140 | 8 8 318 | 140 80 36 158 36 CK32638

POLNR16-DRE0X100 | 5, | 296 | 100 80 43 176 | 43 CK7840
» og~13g"

PCLNR16-DR80<140 335 | 140 80 43 175 | 43 0K3263B
w & &N & LN
Cade CNMB160808 | C1BA-8.1 80516 HT0606 YLBE-20 83




P10 (8) W2-A32X-TOMX

E

P10 (8) W2-B32X-TCHX

4~

P10(8) W2-C32X-TCHX

eg~8p" | 170

3.5 32

P10(8) W2-D32X-TCMX

og~13d | 170

31.5 32

)
£

=

4

E

P10(8) N2-AR40 X80 E 26 CK7815 CK7620
P10(8) N2-AR50X 90 42 | 28 0K7832 CK3263A
P10(8) N2-ARBOX 100 42 | 28 (K7840
P10(8) N2-ARBOX 140 265 [ 140 | 80 | 100 | 42 | 28 | 70 CK32838
P10(8) N2-BR40X 80 235 | 80 | 40 | 130 | S0 | 31 | 5O’ |CK7815 CK7620

. P10(8) N2-BR60X 90 — si 245 | 90 | 50 | 130 | 50 | 31 | BO' (cK7832 CK3269A
P10 (8) N2-BR80 X100 265 | 100 | 60 | 130 | s0 | 31 | sof CK7840
P10(8) N2-BRBOX 140 295 | 140 | 80 | 130 | B0 | 31 | 50’ CK3263B
P10(8) N2-CR50X90 268 | 90 | 50 | 158 | 56 | g8 | 30’ k7840

® | p10(s) N2-0R60x 100 9%-,..9% 278 | 100 | 60 | 168 | 56 | 36 | 30 CK32638
P10(8) N2-CRBOX 140 318 | 140 | 80 | 168 | 66 | 36 | 30" |oK7832 CK3263A
P10 (8) N2-DR60X 100 285 | 100 80 175 B0 43 15" GK7840

° P10 (8) N2-DR80X 140 9-2-'--:13%' 335 | 140 80 178 60 43 15’ CK32638

Plo. w

-~ |
Code B8W2-3H/B10W2-4H TCMT16T308 169, 798
Ple. , » /
Code Ne Hax12 Ti6 53

BENZ-31
Code B10N2-4H

/\




/ (3) Tool shank for papilionaceous threading inserts (3) Tool shank for papilionaceous threading
[

(Square multiduty tool shank for papilonaceous round internal threading inserts [ Square multiduty tool shank for papilonaceous round internal threading inserts

| 6

=8

L1

Plo®)e-usomtz/2-skxsz |  23'~33" [ 347 [ 200 | 48 | 45 | 32 | 60 | 80 | 27 | 70
[ | o ) ) R e I NS R P10 (8) R2-NSKNRIS/12-8548X 32 50 | e

’ HG%. 81-245

Wiy [ e Eew e imimcims I b o o B

Pic. w w 0 b 0 * o P10 (8) N2-NSKNR15/12-054832 G'S"" G%_ 382|180 | 64 | 48 | 32 | 71 |143 | 39 | 30’ “:1'5',!
Code Diovoay | sNMa120408 | SOMT120408 | 160.528 | S$128-6.8 |  YNA-10 i B st 4021200 64 | 55| 38 | 5 143 | 39 | 30 s1-248

D | po@n2-uscumis/12-osssxas| 92'~133 | 410 (200 72 | 55 | 38 | 80 |160 | 45 |15

.,

- PP, A - Wi v ble e

Code 4
¢ ue L7 uex14 120 & Code pENLSH. | sNMa120408 | SNMGt50618 | 169.523 | S128-8.8 | S15B-7.8

[ Accsssory [[Obliaueroa [[ockscrew [[[Sorewpin [ Clamp [T Wrench
SPAravaK i

Code o4 ne BLX=6/8LX~6 | YMA-10/YMA-15




- / (3) Tool shank for papilionaceous threading inserts (3) Tool shank for papilionaceous threading
[

Round multiduty tool shank for papilonaceous ﬁRound multiduty tool shank for papilonaceous
round internal threading inserts round internal threading inserts

FE=

PR e b - .

.- .------- ------
33
33
39
38
45
45

.
L1

P10 (8) N2-MSKNR12/12-AR60 <80 P10 (8) W2-MSKNR15//12-BR603100 e %.
A [P10(8)N2-NSKNR12/12=ARB0> 100 2-5 ~s~! 48 P10/(8) H2-MSKNR15//12-BRB0X 140
P10 (8) N2-NSKNR12/12-ARS0X 140 283 | 140 48 20 87 29 70 P10 (8) N2-MSKNR15/12-0R60 100 G%"f-

P10 (8) N2-MSKNR15/12-CRBOX 140 347 | 140
P10 (8) W2-MSKNR15//12-DRE0X100 o iade 318 | 100

5, | %07 | 100 143

143

RE(R|E

155

a:s:.%.s.
BRBGE &

g1 8/8/8|8

355 | 140

-]
I

P10 (8) N2-MSKNR15/12-DRBO < 140 155

-_ B sm [Wclamp

Code EENZ-3, | swma120408 | soMT120408 | 169.523 | s128-6.8 |  YMA-10 » S :
- I Q| B S S

[ Accessory  [Oblique rod [[Look sorew [[Sorewpin [ sorow  [Wrench  [[Wrench Code | PUNE | swierooos | swarsosts | 16s.523 | stzs-aa | sise-rs
w | PSP P, SN Wiy [Obkasros [k oo [0 [
Code o4 we SLX-5 N5X15 120 53 o / , ’ * /\

Code b4 [ [ SLX-5/8LX-6 | YMA-10/YMA-15 83/84

4




(3) Tool shank for papilionaceous threading inserts (3) Tool shank for papilionaceous threadi

(Round tool shank for papilionaceous buttress internal threadinginserts |~ [Multiduty tool shank for papilionaceous buttress external threading inserts

[

L | l—>30 L

FEE- B-TETE R e FEE- F-FEre e e

F.
P2

0

\
D

P5SBN2-BR50x90 130 CK7820 CK7832 PSBN2-B32X~-TCMX 31.5
B PSEN2-BRE0 =100 ""‘" S 266 | 100 80 130 | B0 31 60' | CK7840 $1-181 ¢ PSBN2-GA2X-TCMX ?"“11; 170 3.5 32 16 45 40
PSBN2-BRE0 140 295 | 140 | 80 | 130 | 50 31 | eo0’ 0K3263 D P5BN2-D32X-TCHX 13%‘-—-20' 170 31.5 a2 15 45 20’
. P5BN2-CRE0X 100 oy %' 283 | 100 | 60 | 158 | 56 40’ | 0K7820 0K7832

PSBN2- CREQ140
PSBN2- DRE0OX100

36
28
3 300 | 100 a0 175 60 43 20" | cK7840 $1-181
, - Whomeoy [ e
PSBNZ—- Dr80X140 340 | 140 80 175 60 43 20°

] R
[ Wrenoh
/\

323 | 140 | 80 | 158 | 58 40’ CKa262

T — . o T v o | e
i I AV Ay dPe .
e AP

Code L[ N4x12




PSBN2-MSKNR15/
12-BS48232

/ (3) Tool shank for papilionaceous threading inserts

PSBNZ-MSKNR16/
12-BS55 36

43 ~ed

i
Lo

P Bt

51-127
§1-334

(3) Tool shank for papilionaceous th

130 | 33 | 50

51-245
§1-262

PSBN2-MSKNR15/
12-084832

PSBN2-MSKNR15/
12-08566<38

7~1d

s1-127
81-334

$1-245
$1-262

D PSBN2-MSKNR15,/
12-D3552< 36

18%‘-—4!:' 410

166 | 46 | 16

81-245
$1-262

- Blvie Pe e
Code B5BN2-3 SNMG120408 | SNMG150816 168. 973 §12B-6. 8 $15B-7.8

Pic.

e

”*

-
&

I ctamp
*

e
e

Code

b4

SLX-5/8LX-6

YMA-10/YMA-15

83/54

Round multiduty tool shank for papilionaceous

uare mu ool shan apilionaceous
buttress exlema threading Inse ]

buttress external threading inserts

L

D

) E—

=

| —

I- lmnl

PEEN2-MSKNRI1S/12-BR80X 100
4
PEBI2-MSKNR1S)/12-8R80) 140 330 | 140 | 54 | 80 | 130 | 33 | 50° |ckss
w7840
PEEN2-MSKNR1S/12-GR80X 100 g, | 37 [100] 64 | 60 | 140 | 30 | 30 [
¢ 7~13
PEEN2-MSKNR1S)/12-0R80X 140 347 | 140 | 4 | 80 | 140 | 39 | 30° |cksss
| oo
PEBN2-MSKNR1S/12-DRB0X 100 315 | 100 | 72 | 60 | 186 | 45 | 15" |0
» 133" ~20"
PEBN2-MSKNR1S)/12-DRB0X 140 355 | 140 | 72 | 80 | 185 | 45 | 15" |cu

w B QP S $
Code BSBNZ2-3 SNMG120408 | SNMG150616 168. 973 $12B-6.8 515B=7. 8

&

Ple.

s

Y

¥

e
e

Code

b4

SLX-5/8LX-6

YMA-10/YMA-15

33/84




/ (4)Tool shank for double-hole series threading inserts (4)Tool shank for double-hole series threading

(Tool shank for double-hole series external threading inserts| [Tool shank for double-hole series internal threading inserts

[+

D ——

L

. 32 | 82 | s2 | 80 | @1 | 70 DPB (5B) N2-BRE0X300 | a~s} 300 160 80 40 50’ |

DP8 (5B) W2-A32x32 175
2o}
DP8 (5B) W2-A40X40 176 40 40 40 47 a9 T aKisiz
o DP8 (5B} W2-B32x32 o~ 6%" 176 32 32 32 39 E]| 50 $1-344B
e o s e e e R B e WAsosssory [ imsentook [ Adustmontoorow [N Sow
DP8 (5B} W2-C32x32 175 32 32 32 a9 Bl 30"
¢ e%I..g.E- . §1-262
DPE (5B) W2-C40X40 75 40 40 40 47 39 30" $i-127 Plc.
DP8 (5B) W2-D32x32 176 32 32 32 38 31 16
] g%l.-. 13 3n
DP8 (5B) W2-D40x40 F 176 40 40 40 47 3% 15" M DPE (FI) N2-0A17 [T} me

e W B W B o - T R ——_—
- PP S # A il 4\ «b 4E I it

Code SoBN2-2 | pPa(sB)N2-DD |  €0620 Ht0808 YLB8-20
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(5)Tool shank for diamond series threading inserts

(5)Tool shank for diamond series threading inserts

(Tool shank for diamond series external threading insefts  (Square tool shank for diamond series internal threading inserts

I- el N

4 *~6 mm
NSBN2-03532 7t 175 | 35 32 35 | 3 40' |s1-245
D MSBN2-D35X 32 n%"f-—iw “ | 175 | 35 22 3 | 31 200 [s1-127

Pic.

o
ot

IS
o

| Wrench
/\

Code

K5BW2-3

K5BN2-DD

YNA-15

8LX-7

NSBN2-B548 32 s1-127

NGEN2-BS5E 38 355 [ 200 | 55 | 130 | 36 | 5o | 77 | 31 | 60’ [s1-248

NSBN2-0348 32 366 | 180 | 48 | 158 | 32 74 | 38 | a0 [s1-127
o 7ende 56

NSBN2-G355 X38 378 (200 | 55 158 | 38 | 5o | 77 | 38 | 40" |51 04s
] WBBNZ-DSGEX 38 13°~20" | 395 | 200 | 65 | 175 | 36 | oo | 81 | 43 | 207 1722

Pie.

gt

e
e A

Fsamern.
&>

oo
/\

Code

K5BN2-3

K5BN2-DD

YMA-15

SLX-7




(5)Tool shank for diamond series threading inserts (6) Tool shank for vertical series threadi

[Round tool shank for diamond series internal threadinginserts |~ (Tool shank for vertical buttress threading inserts

=

P BT e s F - .-------I

N5BN2-BR50 %90 CK7820 CKT832 5BWL3-B35% 32 ' AL 80’ e
B | MSBN2-BREOX 100 '~ S 265 | 100 | 60 | 130 | 50 | 81 | 6o’ |ckvsso s1-181 QSBNL3-B43X 40 93- 40 | 4 48 ,
MSBN2-BRE0 140 295 | 140 | 80 | 130 | 50 | 31 | eo’ 0K3263 GBBNL3-035X32 175 | 35 | 32 | 35 | 66 | 40 | 40’
c 7 .,_,"%, $1-245
M5BEN2-CR60 <100 3 283 100 B0 158 56 36 40" | CK7840 31-181 GEBWLI-C43 x40 175 43 40 43 a4 48 40'
c 7~nd $1-262
M5BN2-GR80X 140 326 | 140 | 80 | 156 | 56 | 38 | 40 CKa263 5BNL3-D35X 32 175 | 35 | 32 | 35 | 86 | 40 | 20’
b 183" ~0° s1-127
M5BN2-DRE0X 100 13200 300 | 100 | 60 | 176 | €0 | 43 | 20' |ek7840 S1-181 QSBNL3-D43X 40 175 | 43 | 40 | 43 | 64 | 48 | 20’
D
MSBN2-DR80 140 8 340 | 140 | 80 | 175 | 60 | 43 | 20 0k3263

TRERES EREECC

Cade K&BN2-3 KSBN2-DD YNA-15 SLX-7 54 Code GBWL3 G5ENL3-XK GBSWLI-YB | G5BWL3I-DXQ M8 X35




(6)Tool shank for vertical series threading inserts (6)Tool shank for vertical series threa

[square tool shank for vertical buttress threadinginserts |~ (round tool shank for vertical buttress threading inserts

"FfF 1 pEIi=D
K} | i
|_ ¢ J_ L1 lﬂr ] Li
{--] 5ol
Toa—— -
L L

.- .‘lllllllll!" e ot -m--

G5BNL3-BS4832 1a b
43~e3" ;1 -:45 85BNL3-BR50X 90 136 CKT820 CKT832
G5BNL3-BS552(36 380 | 200 | 55 | 135 | 36 | 31 | 50 | 77 | 60’ |31-765
B | G5BNL3-BR60X100 2 ~63g" | 260 | 100 | 60 | 136 | 50 | 31 | 60’ |cK7840 S1-181
G5ENL3-C548 332 363 | 180 | 48 | 163 | 32 | 36 | 56 | 74 | a0’ (§]732]
o 7 !-«n% . G5BNL3-BRE0 140 300 | 140 | 80 | 135 | 50 | 31 | o’ CK3263
G5BNL3-CS553(36 383 | 200 | 55 | 163 | 36 | 36 | 56 | 77 | 40 |4 pue
= alsss @5BNL3-CR5090 273 | 90 | 50 | 168 | 58 | 36 | 40’ |cK7820 oK7e32
D GEBNL3-DS5636 B3'~20" | 400 | 200 | 65 | 180 | 36 | 43 | 60 | 81 | 20! 3
G | Q5BNL3-CRE0X100 7'~113" | 263 | 100 | 60 | 163 | 56 | 38 | 40' | cK7840 S1-131
G5BNL3-CR80X 140 323 | 140 | 80 | 163 | 56 | 38 | 40 CK3263
Mooy ot [ Oute [ Teow [ o mo | w0 | w [ wo| | | 20 oo
: D | GSBNL3-DREOX100 13%‘-20' 300 | 100 | 60 | 180 | 60 | 43 | 20’ |(K7840 Si-181
Ple. o Q5BNL3-DRE0X 140 340 | 140 | 80 | 180 | 60 | 43 | 20

5BNL3 @5BNL3-XK @5BNL3-TXLD @5BNL3-LM _

\

Code SBNL3 G5SBNL3-XK G5BNL3-TXLD GSBNL3-LN

s e s = L. BEe

G5BNL3-XT G5BNL3-YB gﬁ%g s

EAF-

@6BNL3-XT 45BNLI-YR WB%35 85




/ (7) Tool shank for triangle threading inserts (7) Tool shank for triangle threading i

(Tool shank for triangle external threading insefts @ “™Square tool shank for triangle internal threading inserts

{T
pr e BT

l- E P LR TR e
J10 (8)W3-A28 25 175 -so -tE -oo 70’ | k1312 J10(8)N3-AS40 26 afoale 150 7o'
A J10(8) W3-A35x 32 2de~slr | 176 | 35 | 32 [ 36 | 40 | 36 | 70 J10(8)N3-AS48X 32 20100 48 |0 22|20 || |20 |
J10(8) Wa-A40:X 40 175 40 40 40 45 40 J0° . J10(8) N3-BS48 % 32 4.~51' 425 (180 | 48 | 120 | 82 | 31 | 50 | 74 | 50"
. J10(8) N3-B35X 32 sl 175 | 35 | 32 | 35 | 40 | 35 | 50/ ‘:‘1':: J10(8) N3-BS55 30 2 345 | 200 | 55 |120 | 26 | 81 | 60 | 77 | 50 |81-262
J10 (8)W3-B40X 40 175 | 40 | 40 | 40 | 45 | 40 | 50’ . J10(8)N3-0548 32 Bl 348 | 180 | 48 | 148 | 32 | 36 | 66 | 74 | 30’ |GK1312
. J10(8) N3-C35 32 s 175 | 35 | 32 | 35 | 40 | 35 | a0’ ::': J10(8)N3-03565%36 . 368 | 200 [ 55 | 148 | 36 | 36 | 56 | 77 | 30’ .
J10(8) W3-C40x 40 176 40 40 40 45 40 20/ - D J10(8) N3-DS55% 38 ﬂ-"~13‘-“‘ 385 (200 | 55 165 | 36 | 43 | 60 | 81 | 15"
> J10(8) Wa-D35 > 32 D!l.-..,‘ai" 175 35 a2 a5 40 35 15’
J10(8) N3-D40X 40 8 "8 | 475 | 40 | 40 | 40 | 45 | 40 | 15

[ Acosssory [ Tinsert [ shim [ Sorow Dinsert [ shim-
AN AP I il - |G | \

Code SUST2 |J0®Ws-DD|  Wax®  |JI0(®NI-DIQ [J4(5)Wa-YB| NEX25 s5 Code L JIn(nJlls-nD Maxs Jlﬂ(ﬂ“—ﬂﬂl#(ﬁ)“-“ N8X25 85




/ (7) Tool shank for triangle threading inserts (8)Tool shank for strip threading i

(Round tool shank for triangle internal threading inserts |~ |Tool shank for strip double-tooth external threading inserts

iy

.- .=------- A F x 23n gl | 475 | 82 | 32 | 36 | 48 | 20 | 700
J10(8) N3-AR40X 80 195 | 80 | 40 | %0 | 42 | 28 | 70’ GKT815 L ) 8 "2 “-"1';11:
n_pln 1]
om0 | w0 | w0 | k| || o B F10(8) Ni-2BC32 32 1ei1. 176 | a2 | 82 | 38 | 43 | s0 | s0 st
23n~glr — r |s1-8448
J10(8)N3-ARBOX100 | © % | 295 | 100 | 60 | %0 | 42 | 26 | 70’ 0K7840 ° LY e 2 Sg~13g |6 | @ W | B |N|
J10 (8) N3-ARBOX 140 250 | 140 | 80 | 90 | 42 | 26 | 70° | oxsome
J10(8) N3-BR50X 90 235 | 80 | 50 | 120 | 50 | 81 | 50' | oxveo
B | J10(8)N3-BRE0X100 | 4'~53" | 245 | 100 | 60 | 120 | 50 | a1 [ G0 [ oxreao
O PR RN Whccessory  [inert [Ciamp Sotaw " Ibleta "0
J10(8)Na-CRE0X100 | . | 268 | 100 | 60 | 148 | 56 | 36 | 30’ | ckmedo
[ ﬂ-s"’"'si* Plc.
J10 (8) N3-CR80X 140 308 | 140 | 80 | 148 | 56 | 36 | 30 | oxsees (
o L e P S e | ST N IR N N NN e Code o [Fo@wi-oi|  wexas | Flo(Wi-168| Fro®)WI-XK| Msx25 85
J10(8)N8-DRB0X140 | °©  ° | 325 | 140 | 80 | 185 | 60 | 43 | 15" |  ckszes

[ Shim | Sorew Chipbreaker Toa plass " Clamp screw! Wrench
SIVEL - AP NEIE P

Code Sns2  |uto@ne-bo| waxs [io(eyns-oxa| Ja(s)Ns-vB| Wex2s

D




/ (9) Tool shank for quadrilateral threading inserts (9)Tool shank for quadrilateral threading inse

L
(square tool shank for quadrilateral internal threadinginserts |~ (square tool shank for quadrilateral internal threading inserts

_.!_.l
iy
Y

?

e o

W10 (8) N4-AB40 <25 v ©10/(8)N4-B34832 1 130
237 aKisi2 e mm
H10 (8 NA-AB48 <32 74 | 700 |SI3 €10 (8) N4-BS55 X 36 55 38 7 | 50 | e
¢10(8) N4-G548X 32 358 | 180 | 48 [ 158 | 32 | 35 | 56 | 74 | 30
¢ 63"~83"
| Accessory | insert | Shim | Screw Chipbreaksr| Clamp | Sorew [ Wrench cAn - ey ek T MU e
D 10 (8) N4-DS5EX 36 Sr~133" |76 [ 180 | 55 [ 175| 30 | 97 | 60 | 81 | 15 si-248

- O @ &

Code B8N4-2/10N4-2 10 (8) N4-DXQ M10 (&) N4=DD M4x8

B e W e
AN B K

G10(8) N4-YB C10 (8) N4-XK MB<25/M83<35 BBB48-85-8—140HV

[
P

" Wrench
/\




(10)Too| shank for 406 machine tool (10)Tool shank for 406 machine toc

ool shank for 406 boring tool | " Tool shank for 406 round chasingtool

L1

i
s
EEl

N
= .—-----

406-A1101L 406-A1108L E
406-AT111L 50 52 408-A1112L 21 50 55 70’
408-A1121L o1r 176 50 50 55 88 29 408-A1122L 35" 200 | 60 58 55 100 | s2.2 | &0

406-A1121L-15 . 176 50 50 55 88 32 406-A4106L 4 220 | 50 70 55 120 | 40.5 | 6o’
406-A4105L 4 205 50 66 55 17 34 406-A1142L oo 200 | 50 58 55 100 | 322 | so
406-A1141L Y 178 50 50 55 4] 29 408-A8112L 190 50 (1] 55 90 36 507
406-AB111L “ 180 50 70 55 02 38 406-A8122L 5 200 | 60 66 55 100 | 37.9 | 50’
406-AB121L 5 50 58 55 102 32 406-A1132L 51 215 | 50 70 55 116 | 40.5 | 60’
406-A1131L o1 50 60 55 17 33

408-A1131L-15 E 50 70 55 17 40

Eireor St [BSiGuerca [SKkecrew [Tonch
Mb/1¢

Pl @ * ’ /\ Code ||m-smwu=-4u 169, 523 24 u6
SNNG120408 §126-6.8

Code | S1s6-7 5 | YMA-10/YMA-15 | SLX-5/SLX-6 $3/54




(10)Too| shank for 406 machine tool (10) Tool shank for 406 machine tool

(Tool shank for 406 horizontal buttress chasingtool (406 multiduty tool shank ~

4

I
200 30
200 k)

«m—mual.—nm W 58 55 100 32,2 50" -WH“I!L—ISHR‘II IGE 55 95 70’
406-A8122L-P5BN2 50 66 55 100 37.9 50" 406-A1132L-MSKNR19 !E 55 115 50"
406-A1132L-PSEN2 E-%' 216 50 70 56 116 40.5 50"

Code BEBN2-3 169. 973 »4 ue $3 Code SONZSH | sNma190620 | SNMG150618 | 169.523 | S15B-7.8 | S10B-6.8

AP AEdE Ak dVe

Code b4 L] SLX-6/SLX-T7 | YMA-15/YMA-19 83/54/55




(10) Tool shank for 406 machine tool

A

oMoz 2I0

8

B |408-A1132L-NEKNR15/12

55"

(10) Tool shank for 406 machine tool
(406 multiduty tool shank #ﬂﬁ multiduty tool shank

v

<

B&W2-3H/B10W2~4H

SNMG120408

169, 523

$128-6.8

[Wkssssory
Pic.
Code

| Acoessory

Pic.

[obiiquerod
7

I Looksorow
7

B Clamo
T

0 Wrenoh
-

- NN QS
Code SNESH. | shMe120408 | SNNG150816 | 169.523 | S12B-6.8 | S15B-7.8

Plc.

e

&

&

T

a

Code

YMA-10

Code

b4

SLX-5/8LX-6

YMA-10/YMA-15

83/54




(10) Tool shank for 406 machine tool (1 1) Specific multiduty cutterblock

(406 multiduty tool shank

@
=0 =

= E- e ee s

|m1nmu:—m1mu] 4-1-" | 235 | 50 | 82 ] 55 [ 114 |az.1| 50" ]

pecific multiduty cutterblock ™~

Ghipbroaker
*®

COWT—31(15° B
CaaaIsil  Taz-s | BxcowiBl | /26417 | o/26418 | 0/26419

~ WO bheo? P & A A
Code SN2 | shwa120408 | ROMX1606MO | 169.522 | S12B-6.8 | YMA-10 040/024GJEoN9] 01040 PSSO wsxo o/uexc, s | worwe w512 $3/34/35

" S PSP AN

Code 44 N BLX-5 | [ T20 83




(11) Specific multiduty cutterblock (11) Specific multiduty cutterblock
[

(Specific multiduty cutterblock] o ————— s pecific multiduty cutterblock

Chipbroakor
04057 (PTK-B)
04057 (PTK-C)

04057 (PTK-D)
caNi-31 (127
omaia 3 cszees1 BXCOWIBIL | ©/26417 | /26418 | C/26419

Wy e e (G [P [
© & AL e

040/0uEITN® | 040220WB-1 | WSx0.5/M0X0.75 | We/ue U512

o G O  Ghatr
e 0S

c/28681 BXCOW1BIL /28417 c/26418 /28419

-
L Al dRdh

§3/84/85 m/ﬂ?!lg@nlg_' 04022DWB-1 W50, 5/M60, 75 N8/M8 MEx12 §3/84/85

04057 (PTK-B) PRENFIS

60’
04057 (PTK-C) 7 ~1d 40!
04057 (PTK-D) 183 ~20" 20’




(11) Specific multiduty cutterblock

04022-1-1

Insert Thyead
e

camprn
®

(11) Specific multiduty cutterblock

PEN1-31(12°)

Ta2-8T

BXCQW1BI

G/28417

C/26418

C/28419

o
©

o
&

o
&

" Clamp scrow
P

| Platesrow
o

" Wrench
/'\

©40/924&jEmp

rcline

04022DWB~1

N5<0, 6/M60, 75

Mg/M6

M5X12

83/84/86

04022-1-2

| Insert Thysad
-

(Specific multiduty cutterblock™ L ———— specific multiduty cutterblock

I camp
©

P8W1-33(12° )

BXCOW1BI

© 245 76 F

L
&

shim sorew
&

-
o

IWrenon
/\

04022DWB~1

NEx0. 5

M5X12

83/84/86




(11) Specific multiduty cutterblock (11) Specific multiduty cutterblock

(Specific multiduty cutterblockl L ——— s pecific multiduty cutterblock

60

;
2

e
®

G/26418 G/26419

L o o o e
e | B @ ® *

CeNi-32(15" )| Ta2-6 BXCOW1BI G/26417 G/28418 /26419 cemi-32(15* )| Ta2-6 BXCOW1BI G/26417

of
o!

| Clamp [ Plate | Shimsorow | Clampsorew | Platesorow |  Wrench I Piate | Clampsorew | Platoscrow | Wrenoh
=2 JE 2P NP R Y < oL

woug.""“mg’ 04040 %ﬂ“ 5X0. 5/M6X0. 75 u8/ME M5X12 83/84/85 anﬂm&&" 04040 km"“’ 5X0. 5/M6%0.75 N8/MG M5X12 83/84/85

P.S:040w-26417/c8-1used for 8tooth/inch roundthreading thread
finishing cut exfernal circle roughing cut.

040w-28417/c8-2usedfor Stooth/inch roundthreading thread
roughingcut exfernal circle finishing cut.




(11) Specific multiduty cutterblock (11) Specific multiduty cutterblock

(Specific multiduty cutterbloc

Specific multiduty cutterblock

040W-26417/
c10-1

|
Insert Thyesd Chipbroaker Chipbreaker " Shim  Chipbreaker Chipbreaker
feSc8® .-.Pe S8

Cl10WM1-32 Ta2-6 BXCOWIBI c/26417 c/28418 /26419 C10W1-32 Ta2-6 BXCOW1E| c/2e417 /26418 /268419

Ccm | mwe oumerse Cumprss P | o Y ————
© pé AL © pé AL

@“}@HgE'h'm! 04040 plate NG| 530, 6/M6x0, 75 Me/NE N5X12 83/84/85 D40/ P24FEEN | 0404054 | MEX0,6/06x0.76 ME/ME M5x12 £3/84/85

P.S.040w-26417/c10-1usedfor 10tooth/inch roundthreading thread
finishing cut,exfernal circle roughing cut.

040w-26417/c10-2usedfor 10 tooth/inch roundthreading thread
roughingcut exfernal circle finishing cut.




(11) Specific multiduty cutterblock

040W-26417/
c5-1

e

40

3"

(11) Specific multiduty cutterbloc

c/28881

BXCOWIBII

c/26417

c/28418

/26419

"o
©

\ 4

 Clamp screw
Pl

" Pato scrow
»

| Wrenoh
/\

©40/024&j5mn®

04040 peg!

ME<0. 5/M6X0, 75

ME/NE

N5X12

83/84/85

040W-26417/
65-2

e

(Specific multiduty cutterblock™ o ——_pecific multiduty cutterblock

24

{
{

Ry e
< 0

*

05BN1-32

BXCOWIBII

c/2e417

/26418

c/26419

©

-

[ Glamp screw
el

e
»

| Wrench
/\

Wou%“'

od040 pocating

ME<0. 5/W6X0. 76

MB/ME

M5x12

83/84/85

P S 040w-26417/c5-1used for Stooth/inch roundthreading thread
finishing cut exfernal circle roughing cut.

040w-26417/c5-2used for Stooth/inch roundthreading thread
roughingcut exfernal circle finishing cut.




(11) Specific multiduty cutterblock

(Specific multiduty cutterblock

04026

e
i/

44.3

o 'Jﬂm :
80
7‘45'\

2

o

o
-y

o

(11) Specific multiduty cutterblock

o

C/20943

04029-2

0/32246-B

STSCR12CA-18T

-
<

&

z

sorew
P

¥ W
A

N

Catridges

22

il

28

29 ©

/33287

i/

C/32246-B

N5x12

T20

TCMX16T308

T20/T15

C/20943

N5Xx12

T20




/ (11) Specific multiduty cutterblock (12) Bm series cutterblock
I

(_Catridges BM series cutterblock|

=

macass | b Gt
i || O | @

/34952 . 0

ef .
of
N
)

SNMG1506818 $158-7. 8

0/26417 /26418 | 0/26419 BI-OOM—‘I’D' NEx0, 76 L[] 84

72.8

o el

& -
S—_—

BN-0007 ﬁ
BII BN-0007-YB

CBBW1-6

® €

TG2-4

BM-0007-CYB BM-0007-CDWB N5X0. 5 M4/M6 82/84




/ (12)Bm series cutterblock (13) Bp series cutterblock
[

(BM series cutterblockl—lBM series cutterblock

LA
(%]
=, 40.33
60
|

BP-0006 a1 40 49 23 25.16 10.29 42

_—
-/

BP-0007 75 50 61 30 31.7 16.51 52

G/32246-B M5 T20

BP-0008 94 63 78 40 40. 4 20.58 64

TNMG1604X BP-0006-DD
TNMB2204X BF-0007-DD @020 Ht0g08 YLB8-20 83
TNMG2706X BP-000&-DD




(13) Bp series cutterblock

/ (13) Bp series cutterblock

P series cutterblock

Q%E
. pir e

- e e w

| 82 | 63 | 78 | 40 |58.DE|80.25|45.89| 40 | 45 |

[BP series cutterblock

&

A

I

Sk

5

| BP-0012 | "I.El 63 | 78 | 33.33 | 18.29 | 40 | a7.6 |

[ordoring code [iieertThyesd [snim  [[Ghipbrosker [ Glamp  [[iShimsorew insert Thysag | Shim  Ghipbroaker [ Clamp [ 8him screw Giamp scrow
.. & & S & . @SOS

[iSiap acrew
»

a

o

-~
/

" Wrench
/\

TONT16T304

Ta2-2

o
A

53/84

=

Com
<,

1 oo
'

Z
[ Wronoh
/\

TCMTLET304

T62-2

DCMT11T304

D11B(2.8)

T20

$3/84




14) Complete tool shankfor charmfering, (14) Complete tool shankfor charmf

—————— Deburring and edging face inserts Deburring and edging face inse

(Tool shank of 45 angle chamfering insert | Tool shank of chamfering and egding face insert

7

-

N
L e
A

0/20943—
PSSNR/L 3225 P15 22 25 18 32 170 32X25%170
PSSNR/L 3232 P15 32 32 26 32 170
120
PSSNR/L 4040 315 40 40 35 40 250

Wisecory [loser S  [CGver [0 rn [ Wrench
il _dh 4K U dle

Code SNMG150616 | S16A-8.1 Gos16 HTO606 YLB8-20

1 i

170

1
B
A

.

0/32246-
32x25x170

0/32246-B T20




14) Complete tool shankfor charmfering,

(15) Tool shank for drilrod threading

—————— Deburring and edging face inserts

(Tool shank of deburring insert

Tool shank for I type external threading inserts

B —"

Pie.

£

'

B
A

Code

TCHT16T308

N4xX12

T15

J4(5) W3-A36 32 | 2d~al | 17 110’
STWGR3232P16

J4(5) W3-35X32 ] 4'~51' iy
STWCR4040516 40 40 80 40 250 p PYE T —— > ‘_n,_ s | a5 | 22 |35 | o0 | 36 | oo |5202

-

\"/

\ 4

A

/\

Code 4Y1W3-1

J4(5)W3-DXQ | J4(5)W3-DD

J4 (5)W3-YB

N3 x25

P S:ithistool shankalso can be used by matching with the inserts of 4y2w3-1. 4ydwa3-1.
AyEw3-1. dyTwa-1.

Sy3w3- 1.




(15)Too| shank for drilrod threading (15) Tool shank for drilrod threading

(Square tool shank forI type internal threading inserts |~ (Round tool shank for I type internal threading inserts

L1

I

L1

=
=

B e e B e fu o
. J4 (5) N3-BS48 %32 PRE 330 | 180 | 48 | 150 | 32 (30.8| 48 | 74 | so’ |§173] . 04 (5) N3-BR60<100 T gl 265 [ 100 | 60 | 140 | 48 [30.8 | g0’ |14
J4 (5) N3-BE55336 T 350 [ 200 | 55 | 150 | 36 |30.8| 48 | 77 | 80' | gy _pgn J4 (5) N3-BRE0X 140 T 5 310 | 140 | &0 | 140 | 48 [30.8 | 80’ |ckazes
¢ | JAo)Ne-0ss6x381 | b5'~83" [382(200 65 |12 6 [33.5] 63 | &1 | 4w *"""'| ¢ | ME@memmxial | g g, 208100 | 60 [120 | @ [sa6] a5 omie
J4 (5) N3-CR80140 T 340 | 100 | 80 | 170 | 63 |33.5 | 45° |OK3263

ISP Y - (YN | S| A

Code 4YIN3=1 | J4(G)N3-DXQ | JA(G)N3-DD | M4x8 J4(5)N3-YB| M8X26 5
Code 4Y1N3-1 | J4(5)N3-DXQ |J4(5)N2-DD M4x8 J4(5) lﬂ-ﬂl MBX25 85

P S:thistool shank also can be used by matchingwith theinserts of 4y2w3-1. dydwa-1.

AyBw3-1. dyTw3-1. Sy3w3-1. F S:thistoolshank also can be used by matchingwith the inserts of 4y2w3-1. dydw3-1.
AyBw3-1. dyTwi-1. Sy3w3-1.




(15) Tool shank for drilrod threading (15) Tool shank for drilrod threading

(Tool shank for TI type external threading ins&fts ——— [Square Tool shank for II type internal threading inserts

B
Do

L “

W4 (5) W3-A35 X 32 e 5 | a2 |3 |40 | a7 |10 |K260 . ¥4 (5) N3-BS48 X 32 el 180 | 48 | 150 | 32 |30.8| 48 | 74 | 8o [3]713)
B | M(5)Ws-B3sxa2 175 [ 35 | s2 [ a5 | a0 |87 | sor [SIT1E W (6) N3-BS55 36 200 | 55 | 150 | 36 (30.8] 48 | 77 | 80’ [s1-262
¢ | mee)Ws-csx32 e3~ad | 175 [ a5 | a2 [ [ a0 [ a7 | as [SI7203 c W4 (5) N3-0855<36 200 | 55 | 182 [ 36 |33.5] 63 | &1 | a5 |24

. | SHEARAP P P

Y
N

Code 22ERAYISV | M4(5)W3-DD YHA-15 W5X15 EN4X12 T20 84/82.5 Code 22NR4YTSV | M4 (5)N3-DD YMA-15 M515 SM4x12 T20 54/82.5




(15)Too| shank for drilrod threading (15) Tool shank for drilrod threading

(Round tool shank for IItype internal threading inserts | |Tool shank forIIl type external threading inserts

— R —
] ’ 149 m—

. N4 (5) N3-BR60X 100 E - - E - - -!: ..v. P4 (5) W3-A35 X 321IT 23~al* E --- - - 1o [§K32

M4 (5) N3-BRE0 140 o~y 48 80" |okazes B P4 (5) W3-B35 32111 a'~5g" | 175 | 35 | 32 |35 | 40 | 32 | 80 )

o | MG Ns-cReox100 oap |20 [[e0 [liee 3 | 45 s ¢ | Pas)Ws-c35xe2M sf—el | 175 | o5 | o2 |95 | 40 | 52 | 45 [size
N4 (5) N3-GR90 140 a52 140 | 80 |182 | 53 | 33 | 45’ |ckszes

R INAE IS Pl ~ & |\ A L

$4/82.5 Code B4Y1W3-1 169. 637

Code 22NRAY1SY | N4 (5)N3-DD YMA-15 M5x16 SM4x12 T20

P.S:this tool shank also can be used by matching with the inserts of 4y2w3-1. dydw3-1.
Ayaw3-1. dyTw3-1. Byaw3-1.




[Square tool shank for ﬁtype internal threading inserts

/ (15)Tool shank for drilrod threading

[ Round tool shank for I type internal threading inserts

I-I 27

P4 (5) N3-AS48 32011 22rmale 125 10°|3
P4 (5) N3-AS55 X 3611 350 | 200 | 55 | 125 | 36 | 26 | 40 | 77 | 110’ 2}.,35
. P4 (5) N3-BS48 X 32111 1, | 345|180 | 48 | 140 32 [30.8| 48 | 74 | 80’ |§13E]
4"~51"
P4 (5) N3-BS56 X 30111 5 |65 |200| 55 | 140 | 36 [30.8 48 | 77 | g0’ |§1252
¢ P4 (5) N3-0856 > 36111 s3~83" 420 220 | 56 (170 | 36 | 34 | 65 | 1 | a5 [$1T552
- 'b% ‘ y / , /\
Code B4Y1N3-1 169, 737
P S:thistool shank also can be used by matchingwith the inserts of 4y2w3-1. dydw3-1.

AyBw3-1.

Ay Tw3-1.

Sy3aw3-1.

(15)Tool shank for drilrod threadi

A N

P4 (5) N3-AR80 10011 60 | 126 | 40 | 26 | q70r |CKTB40
“""‘"3" OK3263A

P4 (5) N3—ARB0 1 4011 290 | 140 | 80 | 125 | 40 | 26 | 110’ emuu|

2685 | 100 140 | 48 20 | CKT840

. P4 (5) N3-BR60X 10011 sl 60 80 mml
P4 (5) NS~BR80X 140111 5 310 | 140 | 80 | 140 | 48 | 30 | so’ |oxszess

P4 (5) N3—0R60 > 100I s 205 | 100 | 80 | 170 | 53 | 33 | 45’ |STMO

¢ P4 (5) N3-CR80% 1 4011 53 %% 840 | 140 | 80 | 170 | 53 | 88 | 45' |oK3za3e

e oo [BSKcorew  [Son
ALt Ve
Code B4Y1N3~-1 169. 737 ue 83

P.S:thistool shank also canbe used by matching with the inserts of 4y 2w3-1.
Ayawi-1.

Ay Twa-1.

Sy3awd-1.

Aydw3-1.

—




(m)The use of carbide threading tools for oil |

D The Use of Carbide Threading Tools for Oil Pipes

(1)Three factors of affecting the machining quality of carbide

threadingtools for oil pipes andtool machinability p-128
(2)Two methods ofthreadingthe oil pipes D-128
(3)Suggestions for selecting carbide threadiOng tools for oil pipes D-129
(4)Figures of carbide threadingtools for oil pipes D-130
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(1) Three factors of affecting the machining quality of carbide
threading tools for oil pipes and tool machinability

(a) External factars of the tools, including

1y Ratianality of the design of the tool structure:

2} Blade face, the profile accuracy, degree af finish and the candition of surface structure;
(@ Enfarcing quality of cutting edge;

@yManufacturing accuracy ofthe rod and the quality of the accessories, such ashbreak chips.
(b) Internal factars of the inserts, including

(1) Quality and performance of the base material of inserts

2y Quality and perfarmance of the top coating of inserts

(@ Materials, performance of the heat treatment of tool rods

(c)Use factors of tools, including

1) Correct choice and use of tools

(2) The statue of thread processing equipment

@ Mode and effect of cutting coaling

@) Warkability and homogeneity of the machined materials

(& Correct chaice far cutting specification of thread pracessing

(2) Two processing mode of carbide threading tools for oil pipes
Maode of threading (used to pracessthread ail pipes, casing pipes and baring rad )
The features of the cutting movement
rotational movement of the warkpieces (pipes ar connectars). The principle cutting mavementis
occurred.
Mavements and intermittent bites while the toals (threading and roughing tools ) mave along the
generatrix of taperthread
threadingisused asthe mostwidely way of pracessing the thread of oil pipes. According tothe
production conditions and threading machine, there are two ways: single insertthreading and
packaged inserts (twobladesin general) threading with tools units. All the drill rod connectars are
threaded by single insert threading.
2yMode of processing threading head{only used to pracessthread oil pipes, casing pipes)
The features of the cutting movement
‘warkpieces (pipes ar connectars) are positioned and clamped firmly and still
movements and intermittent bites while the tools (threading and roughing tools ) rotate around the
workpiece axisand mave along the generatrix of taper thread
Thewaysforprocessing are internal cropping and external cropping. They are fit for producing
oil pipes, tubings and processing connectars efficiently inlarge number. External cropping contains
packaged threading inserts (three bladesin general) and roughing toals units; internal cropping
contains single insertthreading insertand packaged blades inroughing tools units.
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(3) Suggestions for selecting carbide threading inserts for oil pipe

(1) Threadinginsertsfartubing and casing:
(A) Condition for mass production
(a)insertfarthreading machine of threaded head
external threading inserts (completed inserts):
PSW1-31/ PEW1-32/ PBW1-33; P1OW1-31/2/3: PSBW1-31/2/3,
internal threading inserts:
P8N1~7; P10ON1-8; PGBN1-5;
(b)insertfarthreading machine of threaded turning
external threading insers

completed inserts:
CaN1-31/08W1-32; C10W1-31/C10W1-32; CGBW1-31/C6BW1-32

BCON2-31/BCEN2-32; BC10OW2-31/BC10W2-32
G&N1-3; C10W1-4,
single insert:
B8W2-3; B10W2-4; BSBWZ-2
S8W2-3; S5BW2-2
BMEW2-3: BM10W2-4;
Kawz-4; K5BW2-3
5BW1-3; CS5BN1-5
internal threading inserts:
C&N1-7; C10N1-8; C5BN1-5; C5BN1-2
B8N2Z-3; BBN2-5; B1ON2-4; B5BN2-3
S8N2-4; S5BN2-2
K&N2-4; K5BN2-2
SK8N1-3; SKBN1-5
(B)Insertfar pilot production (processing inthreaded turing)  «
external threading:
10W1-2; 8Wi-2;
BW3-2; 10W3-2,
5BWL3;
internal threading:
10N4-2; 8N4-2;
10N3-2; 8N3-2;
BBNL3-14

(2)Threading insert of drill rod(processing in threaded turing):

Type I:ordinary
Type Il:ordinary

Type lll:mainly used on external and internal thread for tool joint below 31/27

(4)Cutting figures of carbide threading inserts for oil pipe
The right design of teeth structure and load will progressthe quality and efficiency of carbide threading
inserts,also willincrease the service life of inserts The different feed ways will deside the cutting fig
uresof single teeth insert (e.g.drillrod caonnectar insert) but not desided by the teeth structure.
(1) Thread cutting caondition of one time feeding
Ifthe power and stiffiness of threading machine is enough large finish the thread cutting by the ane
time feeding will be the most favarable alternatives.Which will increase the efficiency and design the
cutting figures maore reasonable increasing the service life of inserts.
Motes:no matterthe threading insertfinish thread cutting by one time feed arrepeatedly feed the last
fine teeth must whloely coverthe threading teeth and ensure the chipping allowance isreasonable.
(the side toothis0.07-0.12mm tooth top and tooth bottomis 0.10-0.20mm)
e.g 1:The cutting figures af internal round threading of PEN1-7 casing connectar(D-1)

2: The cutting figures of external round threading of casing pipe bady farmed by

PBWI-31/PBW1-32/FBW1-33. (D-2)

(2)Thread cutting condition of repeatedly feeding

Ifthe power and stiffiness of threading machine is not enough large to complete the ane time feed,
have to use the repeatedly feeding.Inthis case the first process should cut down the most chipping
allowance (specially forthe 3 tooth or mare),so the allocation of the first processwill diside the design
of inserts; cutting figures The nextprocessfor roughing tooth the chipping allowance will be small.

: (D-3)
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2:The cutting figures of internal buttressthreading of PEEN 1-5 casing connector. (K-4)
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(5) “Double circular-arc” structure of refined bottom tooth of
carbide threading inserts for iol pipe

Asthetable D-5 the round threading inserts of tubing,casing and the connectar withthe “double
circular-arc” structure anthe refined bottomtooth,ie R1=R1+(0.2-0.3) (R1=0.508mmor 0.432mm)
will help to avaid the flaws of “platteeth” and “Crash” anthetoath ofthe thread.

[4D-5 finishing tooth of insert

(6) Severial types of flute and chipbreaker of of carbide threading
inserts for oil pipe
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(7) The several forms of oil pipe thread blade clamping structure
and cutter arbor structure

The cutter arborisa connecting part between the blade and the cutter holder (or toal apran), which
must have sufficient strength, rigidity and precisian.
The head of cutter arbaris partthatis clamping the blade; the stem ispartthatisinstalled into the
cutter holder (artoolapron)
The structure of the head of arbor, namely, part of clamping the blade  is mainly determined according
ta the blade shape. Itrequests not only sufficient strength and rigidity, but also requeststhat the rigidity
of clamping blade the position” saccuracy and reliability, the ease of use and the chip removal and the
chip-breaking are ensured.
The different structures and shapes ofthe blades have carresponding clamping structures: itcanbe
faund in the type-labeling instructions for the oil pipe thread cutter shank of cemented carbide.
The up-packing type (the structure of M and C) is the clamping structure of no hole square-shaped blade
(arfan-shapedblade), whichisused maostly for processing the jointinternal threads of ail pipes and
casings. The screwof hook-shaped nut with the leftthread and right thread atthe both ends play the
role of pressuring plate thatis clamping the blade and the guide chip plate tightly.
The draw-in type of inclined pulling rod (the P structure) is a draw-in type champing structure with a
double-tapered-hale blade, which has a two-way clamping effect. The precision needed of the tapered
hole of hlade should be guaranteed. Itis characterized by compact structure reliable positioning and
higher blade material utilization rate. The blades (double tapered-haole blades) of ail pipes, casings and
drilling stems and othersare all suitable for use.
The two-way clamping structure with core rod pressuring plate slope (the J structure) is mainly used for
the clamping between the drilling stem jointthread blade and the triangle straight hale cutter of oil
pipe thread of sucker rod assembly.
Thewedge slope lateral clamping (the F structure) is used for the clamping structure of long prismaoid
strip, non-coated, regrinding-type blades, which is Used in processing the external threads of ail pipe,
casing body, with features of clamping firm and multiple usage by re-grinding alang the cutteredge
surface after the cutter edge abrasion, the blade center height can be adjusted as required when using.
The lateral clamping of standing mounted blade (the G structure) is mainly used for the clamping
structure of the standing mounted triangular indexahble buttress casing thread single-tooth blade It is
good atits blade strength and rigidity, with features of clamping firm. This structure has clamping in
the two directions of upward pressure and lateral pressure respectively.
The arbor's shank is mounted into the cutter holder (tool apron), the average arbor shank sectionis
square arrectangular. In same CHC threading lathe for processing the internal thread, the shank
sectionisround shape. The arbor shank size should ensure the arbor shank of sufficient strength and
rigidity requirements, and ensure thatthe ending length of arbar head should be shart as much as
possible to preventthe generation of cutting vibration and thread surface ripple.
In most cases, the arbar shank and headisanintegral structure, butthere isalso a modular assembly
structure thatthe head and shank is separated from each ather, which is mainly used the internal
thread arbor, as shown indiagram D-7. Whenthe head is damaged, we just have to replace far the head,
without need to replace far the entire arbor.
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In arder to maintain thatthe two blade edges on both sides have roughly the same narmal

relief angle of side cutting edge when processing the thread, the blade installed inthe arbor is
onthe need totiltat an angle; its value should be equalto ornear to the thread helix angle.
Therefare,

Itis associated with the thread pitch and the thread diameter. The tilt angle hasbeen processed
out of the arbor, between about 0 ~1 " 20, which are divided into the four sub-grades.
Therefore, whenthe arbors are chose and used, users should choose the appropriate arborsized
afterthe pipe thread sizes (the diameter and the thread pitch) have been determined. The pipe
thread arbor size (diameter and pitch) is determined, to select the appropriate arbar size. The

A B, C, Dinthe cutterarborlabelinginstruction @ on page C-050 of this sample book indicate
the arbar sizes applicable to different diameter pipes.

The cutter arbor and the arborPartsare required to be manufactured fromthe high-quality steel.
Andthey should be heat-treated to maintain and achieve the required hardness and strength;
the chip breaker should be made of the cemented carbide. The arbor basal face and positioning
surface etc. shallbe grinded so as to achieve the required accuracy.
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(8) Suggestions for selecting cutting parameters of carbide threading
inserts for oil pipe

(1)Recommended cutting speed(Table D-1) (2)Recommended feeding frequence and depth(table D-2)

Steel grads
Plain Secondaryhigh High
Type J55H40 K55 M85 | N80 C75 L80  |pi1p C90 T98 Q125 Fosd squence
Type 1 2[as[als]e][7]s]e]o]n]n
Cutting spead(m/m) Penetration of a tool(mm)
Uncoated insert 90~120 80~100 — g ! {toothinsert | 0. 35| 0. 30|0.25(0. 25| 0. 20| 0. 20(0. 20
Costed Insert 140~200 120~180 100~160 Stothinsert | 0. 50( 0. 40| 0. 35| 0. 30 0. 20
#: BAEB/AWLARASSAE ORI AT 0080 0B R E20% § i Stooth Insert | 1. 30|0. 45
(2)Recommended feeding frequence and depth(table D-2) é §1MM 0.45)0.35/0.30/0. 25/ 0. 25| 0. 20
2tooth Insert | 0. 45| 0. 400, 35| 0.35|0.20
Feed squence 5 Stoothinsert | o, 55| 0. 500, 40| 0. 30
Type 1|2 s a|s|e|7][a[s [10]n]n gi,mm,.,,
Penetration of a tool (am) 2&

21oothinsert | 0. 60| 0. 40| 0. 35|0. 300, 20 0. 20
Stooth insert | 0. 80| 0. 60| 0. 40| 0. 20
Stoothinsert |1.75|0. 25

“ﬁ*.’;’l 0.60|0.45(0.40|0. 400, 35|0.30|0. 25| 0. 20| 0. 15| 0. 15| 0. 10

u‘ﬂ.“,‘{“ 0.50|0.45(0.45(0.40|0.35(0.35|0.35|0.30(0.30|0.25/0.15(0.10

T tooth insert | 1. 80| 0. 20
Insert| 0. 45| 0. 45/ 0. 40| 0.40|0.30|0,.30|0.25|0.20|{0.20|0.10
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Ttoothinsert | 2, o0

2toothinsert | 0. 70| 0. 45| 0. 40| 0. 30| 0. 20
Stoothinsert | 0. 85| 0. 60| 0. 35|0. 20

Stoothinsert | 2 pg

dyd
oot
&ﬁm 0.50(0.45/0.45|0.40(0.35|0.30]/0.30|0.25(0.20|0.10
b,

BujpeeJy)} Jojoeuueo pod|iug

Bujpesuy; reuwexs Bujpessy [Eweu|

*.& 0.55/0,.50]|0.45|0.40|0.40(0,35/0.35/0,35|0.30|/0.20/0.10

(youj/\pooyg)Bujpes.y; puncy

siago sbhineet| 0. 50| 0. 45| 0. 40| 0. 40 0. 35| 0. 35 0. 25 0. 20 0. 10

3toothinsert | 2. 00
P S:Thefeedingfrequencyinthetable should be decreased if the thread for drillrod

connectors be roughing turned by plain tool then refined by form tool.

2toothinsert | 0. 55| 0. 40| 0. 35| 0. 20|0. 15
3tocthinsert | 0. 800, 55| 0. 20
4toothingert | 1. 000.50(0. 15

0
0
1
8tocthinsert | 1. 60
0
0
1

2toothinsert | 0. 56| 0. 50 (0. 35 (0, 20
Stoothinsert | 0, 90|0. 55/ 0. 15
4toothinsert | 1. 05| 0. 50 0. 15

3toothinsert | 1. 60

Bujpee.y) jBwexa |Bujpesnp rewequj BU|PESIY) [BLISIXT

{uouyyo0in} )BupeeIy PUNY




(9} Anumberofissues that should be noticed in using oil pipe thread cutting toaol

(1) Befare using it, the user should be aware of the tool structure, processing requests and

operating requirements

(2) The arbor must be correctly and securely clamped onto the cutter holder (ortool apron). Before

installation, the toal holder and arbor base surface should be wiped clean. The arbor shank base
surface of general threading machine should be aligned by using a dial indicator to make it parallel
arperpendiculartothe screw axis. The alignment error should be within the 0.015mm/100mm.
Otherwise the error of thread formwill be caused and even beyond the talerance.

(3) Thethreadblade should be installed correctly onto the blade slot of arbor. The side positioning
facesofthe blade are pushed by hand firmly, and then tightening the clamp screw. The positioning
of blade should be accurate and reliable, clamping firm. The clamping screw or other clamping
companents and chip breaker etc should be replaced intime if any damage to avoid damage in the
thread bladeswhen cutting. Each time whenthe blade being changed, the blade slot of arbar

and all the basal surfaces of the blade should be wiped clean, nat allowing any chips being
clampedin side otherwise itwill affectthe positioning accuracy ar make the blade broken.

(4) The lathe tapered plate must be accurately adjusted to minimize the pracessing thread taper errar.

(8)According tothe differentthread diameters and the thread pitch sizes, the bottom surfaces of the

blade slot an the thread arbar have different blade edge tilt angles to accommodate the change
requirements of helixangle, improving the situation inthe lateral rear angle of the blade, the user
should pay attention ta itin the selection of cutter arbors.

(6) Inthe process, we should always pay attention to the thread surface condition, the blade edge

status and the threading machine operating state, in order to adjust operations at any time to maintain

the narmal process. The most commaon thread surface defects are carrugated and scuffing, the
factars thatresultintheir occurrences are many, some in the thread blades aspect, and anotherinthe

lathe aspectand so on. The scuffing occurrence may be due to the causesthat: either the finish degree

of blade, ortiny edge chippings and notchesin the blade, orthe chip buildup sticked with the blade
or thescratch wound caused by the chip. Itisthe mostvulnerable to a "docking” scuffing occurrence
(referto oilpipe, busing round thread) that the circular arc of finish turning teeth bottom at one side is
awhaole circular arc. In processing the thread, the depth of cutis not enough sathat it fails to process
the complete allowanceof rough machining, therefare the clear scuffing would occur an the top of
thread. Ifthe rigidity of machine toal system is poor, itis easy thatthe scuffing occurs on the top of
several teethat the ending of pipe (whenthe blade is cutting). The ripple on the thread surface was due
to the vibration of the system. And itislikely tocause ripplesthat: eitherthe poorer stiffness of system,
the machine powerisnot enough, or because theblade is too sharp (such as the situation thatthe
edge of non-coated bladesis notintensified), arthe excessive wear andtearofblade orbecause
the system self-oscillation frequency iscloser to the frequency of forced vibration in cutting. If the
above scuffing and ripple defects occur, we should treat them according to the concrete circumstan
cesand causes.
(TYWhen processing the oil pipe thread, the thread must be inspected forits precision using a single
parameter measurementinstrument and the thread gauge Ifitis found that the tooth height and the
toothprofile angle isout of tolerance during the thread parameters examination, itisassociated
commonly witha tooth profile precision of the blade. The blade must be checked for the toath profile
accuracy or replacedwith a newblade. If the finish tooth tip has a "collapse point" phenomenan,
which can easily lead to that the tooth heightisincreased and outoftolerance. The tooth tip wear
iseasily leading tothatthe toath height is decreased and out of tolerance . Accardingly, it will affect
the change of tooth profile angle. The errors caused by other parameters such asthread pitch, taper
degree thread standoff and others are often related to the poor adjustment of machine tool, as
aresult,itisrequiredtore-adjustthe machine.

/ ( @) The use of carbide threading tools for oil pipes

(8) The right blade cutting edge is essential to strengthen the process of thread processing. The coated
thread blades themselves as finished products have been conducted with a reasonahble cutting edge
strengthening process inthe manufacturer. Itismaore appropriate thatthe cutting edge rounding
radius should be chasen asR =0.04 ~ 0.06mm. The rounding radiuses anthe top and baottom of blade
teeth should be unifarm; their difference is not allowed to be ton large. The non-coated regrinding
blades tend to be not strengthened an their cutting edges in the manufacturer. If the abnormal
conditions (such as corrugated, etc.) occurin processing, the operatar can use a small triangle
whetstane (silicon carbide or diamond whetstone) to make a careful grinding on the blade edge
along the direction of the edge to achieve the strengthening requirements of cutting edges.
There-grinded blade edge should be treated as such.

(9) Underthe current situation, ail pipe thread must be fully cooled in pracessing, still with the

coolant supply as the mainway. This isthe important factor to improve the quality of the thread

processing and the tool life. The coolant should be just sprayed to the cutting part of the cutter
exactly. If possible, high-pressure coolantinjection canbe used. Andthroughthe frontedge

surface ar bottom of the blade and the chip breaker arthe small slots of pads, the coaolant will

be jetted directly to the blade cutting area, the effectis very obvious. Also it helpsincrease the

chip remaoval effect.

(10 The regrinding of blades: generally the coated blade is not suitable for regrinding. And generally
the non-coated blades should be re-grinded. The regrinding is only canducted on the front edge
surface of the blade inthe direction of the front edge surface of the ariginal blade. The regrinding
should notbe implemented on the grinding wheel machine by halding the blade arthe arborin the
hands, but should be carried out inthe tool grinding machine by adopting a special fixture. The
grinding wheel size recommended isasbelow:

JR1, particle size 120#-180 #, density75 %: sBW100 > 20 x 35

the commaon Problems, the causesandthe recommended solutions: (as shown intable D-3)

Table D-3 Frequently Asked Questions and the causes and the recommend solutions

Frequentiy Asked
ety The causes and the recommend solutions
(17 Checkingthat ifthe rigidity of systemisenough, ifthe exserted length ofw orkpiece
or cutting arberistoo long, ifthe mainshaftbearing iz adjusted propedy, ifthe blade
(1}The\rlbmllun izelamped firn and o on.

(23The spindle speed isreducedorincreased byone ortwo gears fortrial proce ssing
and the prl. to choose the revolutionthat can avoid ripples.
caused in wm“g (3)Forthenon-coated blade , ifthe cutting edge ofblade has never been streng
thened originally, now we can uze afine whetstone to lap gentlythe cutting edge in
the field (along the edge direction). Orwe process several workpieces on the new
cuttingedge.thentheripples can be alleviated or eliminated
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Table D-3 Frequently Asked Questions and the causes and the recommend solutions

13 Checking that if the cutting data selected is too high, especially, ifthe cutting speed and cutting
(2}1'". blades depth istoolarge. Ifso, the adjiustmentmust be implemented.

wear 20 Whether it fail s to supply sufficient coalant.

d t “u I ':;:t ) The chips jam the bladesthatleadtotinycracktipping which increasesthe cutting-tool wear.
ul W 88 4) The blade champing is strong or loosing during cutting .

) The blade itselfhas qualityproblems.

1) Ifsame scraps orrigid grains have beenclampedinside that leads to cracks or stress durin
P gidyg P 4
clamping.
(3) The large (2) The cutting chips wind and break the blade .
The cutting blade comes under accidental eollision during blade moving.
ppings come 8 0 g

(4) The cutter fight ofthe preorder cutters such as roughing cutters etc.leadsto subsequent crack
off from the ofthread blades.
blade or the (5) Forthe machine toolthat retracts its cutters byhand , whenretracting for manytimes, the

blade is cracked |cutterfights would be caused by the suddenlyincreasing load on the cutting edge due to the slow
motion oflast retracts.

(6} The material quality ofworkpieces iz not uniforn ar their machinability iz verypoor.

(71 Thehlade tselfhas quality problems,

13 The finishturning teeth cutting edge ofbladehasbeen worn, and it isneeded to
be replacedbynew one .
(21 The finishturning teeth ofbladehawve a “collapsetip” phenomenon;we should
(4)Tha arrors °f appropriatelyreduce the cutting speed and the cutting depth.
pipe thread teeth 2) The blade arthe aborisinstalled impraperly such asthebasal surface failsta be aligned
mﬂh amwtaf during installing; the basal surface ofhlade failsto be leaned against firmly.

43 The cutting edge hastinycracktipping, the cutter mu st be replaces intime,
(57 The hlade has some chip buildup, to avoid it, we should increase appropriate lythe cutting
ispeed, oruse fine w hetstone to gently lap and remowve the buildup, or replace forthe blade.




