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Grinding finish is applied only around the cutting edge, but these new tools
can realize high-quality machining performance as well as the conventional h -
tools with complete periphery grmdlng finish. Vil .

110 insert models are available in stock to support various types of thread.
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More stable chip control with the combination of inserts with chip breaker
and corrected flank in-feed.
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Large-scale addition of high precision wi

per edge inserts for threading

Accommodate various applications for a wide range of equipment from general industrial equipment and pipes to

aerospace equipment

* BRAE—IVRTU—HZRAL. 110 < FUBHERE

Stable chip control through use of a 3-D

moulded breaker.

- AEBITEERET DHICKD. YINKHFRL SRR UMTZXRE

Polished flank surface at cutting edge provides high cutting performance that provides high quality threading.

YINIFHED
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Polished flank periphery around cutting
edge provides high quality threading.
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ag- EYF pitcn
X =t / S ® 1)
Application Type u-qi')- Eggr:x:a\/me%a\ E‘yﬂ" Pitch (mm) TPI (u-lﬁ//r /9:) TP! (Threadsfinch) a_l-nsinz%\lﬁgﬁj)
A= 48/36/32|26]27/24|20(19]18/16]14]13]12]115/11]10[ 8
SHER 48 ~ 8 16ER A60-CB
SNA 60° Al I o
60° General Purpose Thread NZEH I B 48 ~ 8 16IR A60-CB
JAS Internal §
L SEA 48 ~ 8 16ER A55-CB
*;FUEH 55° @U g External | _ ]
55° General Purpose Thread = W?%ﬁﬁ 48 8 16IR A55-CB
—RERE e ,
GeneralIndusirel ISOX—RJL1als 60° dae | 0% 0 13 15 m 20 & s | ||| [ ||| L|[]]]]|]16ER075IS0-CB
S0 SO e Thread PR | %0 1% 15 1% 20 % @ 16IR 075ISO-CB
SHEA 16ER 32UN-CB
=774 1U 60° | External | ______ . ____] _l- - -
Unified Thread 60° ENEEg==! 16IR 32UN-CB
Internal
BATTRU A 16ER 36W-CB
AR KE, fakigD 'j'rssj ';Zw;ﬁ_]r\ea?f) wER | - NER 16IR 28W-CB
,\"47%3% for Pipes/Whitworth @ Internal
Pipe Coupling for Gas, Water, D Q‘H%ﬁﬁ 16ER 27NPT-CB
and Water Faucets 7)( IJjJ NPT 60° § External | ] S A N O A
60° US NPT @i%f‘ﬁ 16IR 27NPT-CB
%@%?5%% HEA 16ER 28BSPT-CB
AF—L AR, 55° Tapered NS 16IR 28BSPT-CB
ﬁﬂ(@l \",{ jm for Pipes/BSPT Internal
i r r m, b 72 ]
S | PXURNPTF 60" | e | AL MM 8 | W || |16ER27NPTF-CB
60° US NPTF Pﬁj%ﬁﬂ 16IR 27NPTF-CB
SVER 16ER 32UNJ-CB
Mz EE2R A UNJ 60° External | __________________________ . _ SR
Aeronautic Equipment Use UNJ 60° NEZEH 16IR 32UNJ-CB
Internal
48/36/32|28]27/24/20[19]18]16]14]13]12]115/11]10[ 8
. t’Jﬁu‘EﬁE Application Examples
.tﬂ‘ﬁ“ﬁﬁttﬂ Cutting Force Comparison .HDIEHSEQ Machined Surface Comparison
BLNDDEL
B
300
280
x:
ﬁé 260
73
(N)EL 240
220 .
O eze
200 D Ai?élkhxpass 11ai +E 5 ;i
v fibtt@A  fittmB HtmC 2
SSSSTE.I;yEp?= Com?JDA ComEEé ComEDC SSSSTE-I:)ECE {ﬁéi:rtn?iA
#WHIM - S45C M30 X 1.5 #WHM - S45C M30 X 1.5

Work Material

PIEIZA - v=150m/min Wet 8 /XX MIAE: ZITPIAVT14—R

Cutting Conditions

passes Threading Method: Radial Infeed

Work Material

Cutting Conditions

PHIES - v=150m/min Wet 8 /WX MIFE: ZV7IAVT4—R

passes Threading Method: Radial Infeed
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SEC-Threading Tools SSTE / SSTI Type

/ \ TERWE Ly, Lo FBEEEEOTHBOET,
S ST E EROMEF 4 R—J([TBEDIIL T HF VT
~E e, DIEZES IV cBDITIEDFER T,
SRt tib = < Tr‘e va\ugﬁ for dimensions L; and L, below are reference
ESiEE R et L %ﬂ“fﬁ& /\/a\uu s the value below minus the e, value for the
1 corresponding insert on page
. gBEII:Iﬂ Spare Parts
<
M P
. 7|Ull9 Holders
S [EEEaT| R - A .
B E e & omensons (MM) MR |27 | BitpRL | Fovvr— | BiR 2%
Cat. No. Stock h b L1 L2 f h1 Screw Shim Stopper Screw Plate Washer Shim Spanner
SSTE R1616H16 ® | 16 | 16 | 100 | 205 | 16 | 16
R2020K16 () 20 20 125 | 30.0 | 20 20 |BFTX0312N| 2.0 | BX0304*! PW3 YE3 TRX10
R2525M16 | @ | 25 | 25 | 150 | 300 | 25 | 25

1 EMRIESRUADZ N FIFTBLTHEDFEEA. Spanner for shim stopper screws is sold separately.

WE Internal

Ve SSTI \ Fig 1 oD E:%?;Ti? oD, Fig 2 0D, B/VNTE oD,
PR UL ] B3
Internal Threading —
L L | |h]
-15° Ly
i G =
RS PERYE [ I3BEELBOTBDET, [ | I::IIBI:IEIEI Spare Parts
- \N%) EBROfEF 5 R—ITHEDMIHT DF VT
&, %7 & e, DIEZESINCBDICIEDET S 9 ‘
valu mension f below i nce value only. » N
- ﬁlz ai‘tui\[siﬁ@eW\esnthecrvté\Eg‘ée\o?xam(\ew[iéethceee,i‘/aﬁgqgr \ /
iy C1 he corresponding insert on page 5
. I-R“/g Holders p ’ o -||'
§ 5 %2 . |[EEERD N N o

& fEl | R oweos (M) | g VBOESEY | mal | eRbst | FOySv—|  BUR | R/

Cat. No. Stock QDS h L1 L2 f gDm Screw 'éN.m)' Shim Stopper Screw | Plate Washer Shim Spanner
SSTIR1812M16*°| @ | 12 [11.5] 150 [32.0| 10.2| 1 18 | 2.0 B B B

R2016M16*°| @ | 16 |15.0| 150 |63.5| 9.2| 2 20 :
SSTI R2420Q16 ® | 20 [18.0| 180 | 19.0| 135 24 TRX10

R3125516 ® | 25 [23.0| 250 (143|165 3 31 |BFTX0312N| 2.0 |BX0304*'| PW3 YI3

R3732S16 ® | 32 |30.0| 250 | 14.3|20.0 37
¥ 1 BARIEDHRUAD RIS FRIFTED T, Spanner for shim stopper screws is sold separately. %2 RINIRIFRUDTIETT . The minimum bore diameter is the diameter of the prepared hole %3 ERUDMIETEZ B Ao Lefthand threads are not available.
. %ﬂ*ﬁt%igiﬁ Shim Selection Criteria . m}bgﬂﬁwﬂ:ﬁwﬁ Holder Identification Code
ﬁﬁ% \ ?Eﬁ %?%ﬁﬁ External W’?%ﬁﬁ Internal @)
Re|U—FAMB)

B P | B B oo | TEEE soo | B E cano | TEEE soo o S S T j—E R 25 25 M 16
o 45 YE3-3P ( YI3-3P o V \[/j \
A o5 | YE32P | e | Via2P | e | [OH:RE|(OBEEE| [y 9. 7RE [OERES) (07
18?, 2.5° YE3-1P { YI3-1P ( SSTH! .%a%} BT = (o | &= o] [@2=] mm) %E%‘Wﬁﬂ(mm)
JE ° x4 %4 R | BBF <|16]16| |[»=]16] 16| H | 100 16 | 9.525

5 15 YE3 e i3 e 47120120 22 20/20|[ K [ 125
0.5° YE3-1N ® YI3-1N [ @NE MEOR FZ[25 25| |PE[25 [25] [ M | 150
Z —o5 | YE3-2N | e | VI3-2N o e ghsiie)| ohelizlialeo
£ ; J\
€| -15 | YE3-3N ° YI3-3N ° E [ ot 2i[2a[4] |27 l2o 20
x4 TT'\JL/QME(D%%Z%%ZW'CB} Standard shim supplied with holder i %= 31|31 % 25|25
37|37 32|32
XH . 2RH . % .
B AT2E - vi3 ap R Vi v i3 0p T RERERLE
Internal Internal Internal
T T T
R4 NV RHBORERIR
Standard shim supplied with holder
o LU 2 .
e PR : via
3’.&
ol ) R vEa-1N
Ai=05°rrrp
Imezr:nal - YI3-IN
0 10 20 30 40 50 60 70 ;
mb@ﬁ‘;‘j}?% Effective Diameter (mm) %ﬁgfﬁ@ﬁiﬁ 1< P6 .ED . 1“?4@&@:% @mark: Standard stock item

w
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. ; v 7 (ﬂ?%ﬁﬁ) Inserts (External Threading)

SSTEENARL/ (ZEBOES g pg
ﬁ 3
) 2
29.525 %q‘:\'
3-Ie e1A
@ LA 60° /55 RU (TSWVAEL) Soi foiieboee, @ 7 AU NPT B0°(E5ULVHEBD) cor us neT wiper Edge)
mbmﬁg 9_5.2 % EE Stock t?‘ya: Pitch TJ/E D”W%ﬂﬁﬁﬂs(mm) @%Em mumﬁg 7__1:2 % EE Stock lf‘yﬁ: Pitch T_T/f Dwre"swc‘s(mm) @%ﬁﬁj
Thread Angle Cat. No. AC530U mm lllﬁ/‘:‘fyf e1 e2 rE Pes.Pack Thread Angle Cat. No. AC530U mm mﬁ{jyf e1 92 [‘E Pes.Pack
16ER A60-CB @® |05-1.5/16-48 |0.80.6/0.09 16ER27NPT-CB | @ — 27 10.8/0.6/0.06
60° AG60-CB| ® [0.5-3.0 8-48|1.5|1.1(0.10| 5 18NPT-CB | @ = 18 |0.8|0.6(0.06
G60-CB ® [2.0-30/ 8-14|15/1.1]0.20 60° 14NPTCB | @ — 14 [15[1.0/0.08 5
16ER A55-CB () — |16-48 |0.8|0.5(0.05 115NPT-CB | @ — 115 [1.5(1.0/0.08
55° AG55-CB| ® — 8-48|1.5/1.1/0.08 5 08NPT-CB | @ — 8 [15[1.1(0.13
G55-CB | @ — | 8-14/15[1.1/0.22 —  ogmre /= .
: : @ EMT—/\1aL /BSPT 55°(&5L\F&HN) 22ty
. ISOX_I\} llnl.\; 60“(3 bll\ﬂﬁ D) ?V?liplsroEl(\j/lgeéglc Threads mum@g gg § EE Stock lf“J? Pitch T_r/f D\rrc"swc"s(mm> @%gm
@bm%g gg % EE Stock KW? Pitch T_l'/ﬁ D\rre“swcrs(mm) @%Em Theead Angle Cat. No. AC530U mm W 4;(73" €1 | ez rg Pes [Pack
Thread Angle Cat. No AC530U mm IJ.I%I/H"(‘J? e | e r8 Pes.[Pack 16ER ZBBSPT.CB . — 28 0.8/0.6/0.13
16ER 0751S0-CB| ® | 0.75 — 10.5/1.0/0.09 - 19BSPT-CB| ® = 19 08/0.6(0.18 _
1001S0-CB| @ 1.00 — 10.8/0.6/0.14 14BSPT-CB| @ — 14 |1.5[1.3/0.25
1251S0-CB| @ 1.25 — ]0.8/0.7/0.15 11BSPT-CB | @ = 11 [1.5[1.0/(0.31
. 1501SO-CB| ® | 1.50 — 10.8/0.7(0.20 of =
60 175 |SO'CB . 1.75 o 15/1.0/0.23 5 . 7)( U 7] NPTF 60 (Ebb\ﬂﬁb) 60° US NPTF (Wiper Edge)
200150-CB| ® | 200 | — |15/1.1/026 pligg| B E BB BT pion Wk oreos (M) seag
250150-CB| ® | 250 | — |1.5/1.2(0.33 el Cete |AGS30U| mm [MBIfYF ey | ep | Fe [
3001S0-CB| ® | 3.00 — |15/1.10.41 16ER27NPTFCB | @ — 27 |0.8|0.6/0.06
- R 60° 18NPTF-CB | @ = 18 0.8/06/0.06
@ 1=7J741RU 60°(ES5WLHBD) (wiper tage) 14NPTFCB | @ — 14 |15/1.0/0.13
mbm%g gg % EE Stock t"‘y?'- Pitch T_r/f D\rre‘swcrs(mm) @%gﬁj 115NPTF'CB . - 11.5 1.5/1.0/0.12
Thread Angle Cat. No A0530U mm IJ.IﬁZ/‘:‘f‘Ji e e [e  |Pes/Pack o .
16ER32UN-CB | ® — 30 0.15 1.% 0.:0 @ UNJ B0°(E5WLHIBD) so uny (wiper Eage)
2UNCB| ® | — | 28 |08|0.7[0.11 noueg| E F  |EBue| EYTFeon (WK oo mm) s
24UN-CB . o 24 0.8l07100.13 Thread Angle Cat. No. A0530U mm UJ%&{:‘(J? e1 62 r8 Pes.Pack
20UN-CB| ® — 20 |08l0.7l0.16 16ER 32UNJ-CB| @ — 32 |05/1.0/0.13
18UN_CB [ — 18 0.8/0.710.18 28UNJ'CB o - 28 0.8]0.6|0.15
60° 16UN-CB| ® | — | 16 |08]|0.8[0.20 5 24UNJCB| ® | — | 24 10806018
14UN-CB Y _ 14 15/1.210.23 20UNJ-CB| @ — 20 0.8|0.7(0.21
13UN-CB Y _ 13 15/1.1/0.26 60° 18UNJ-CB| @ — 18 0.810.6|0.23] 5
12UN_CB [ — 12 1.5(1.0/0.27 16UNJ'CB o - 16 0.8]0.6/0.25
10UN-CB | ® - 10 |15|1.20.33 14UNJ-CB| @ — 14 [15[1.1/0.29
08UN-CB Y _ 8 15/1.20.42 12UNJ-CB| @ = 12 1.5]1.1|0.34
_ - o 10UNJ-CB | ® — 10 [1.5[1.1/0.40
@ ERTTRL/ D149NT—=Z 55 (EBWVABD) o wiver ey
9 1 EESOC’ E"y? itcl T,Tf& ,\rrc“swcrs(mm) L 7 W
FPHJ%E‘: % N? AC5310£1 mm mgzt/:fy; 6:1 . s e ?ﬁ%ﬁz . 3"‘) 7§£§®ﬂ}07'5 Insert Identification Code
16ER - ® — 36 |0.5/1.0/0.10
° ggwgg ® — 32 |0.5/1.0/0.11 & 1 6 jE R 1 50 ISO - CB
28W-CB| ® — 28 |0.8/0.6(0.12 \; v \/ \/ \/
24W-CB| ® | — | 24 |08/0600.15 s || QEZES || PeraariH| | ORIIEA | (O
20W-CB | o B 20 108106018 16| 9505 EEI\R%} ns %?jkigxm% =T écam—?m
19W-CB | @ = 19 10.8/0.6/0.18 G DEE0RE) || [ON[3=07110
55° 18W-CB | @ — 18 10.8/0.6/0.19| 5 @2 AEORS) 2 ’wge{gémmm”‘ | WSO
16W-CB| ® | — | 16 [0.8]060.22 25| ool BETe. o || ame
14W-CB | ® | — | 14 |15/1.0/025 e | Az gl S| | e R
12W-CB | ® -~ 12 |1.5[1.1)0.29 1G5 86 ™ | e TR0l
& TevF: 20~a0mm| | & 2
11W-CB | @ — 11 |1.5]1.1]0.32 UG kg4 U 55 [AE557a0
10W-CB| @ — 10 [1.5[1.1(0.35
swCB| & | — 8 |15/1.1]043 T e e A AR S I L BT
.ED : *?LEEEEI:D @mark: Standard stock item
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. 9: v 7 (W?%ﬁﬁ) Inserts (Internal Threading)

3.81 SSTIRDYLASL/\ZAEHDER 1o pg

SSTI Type Threading Process Guide

03.94
L] L]
9

q‘S‘f 99.525

€4 3-le

. /ﬂ.ﬁﬁ 60 /55 19 LJ (* bL\B“JTE; LI) 'IG'?ngan (Vi%r;e\ﬁwlpz%eg?r}t) . 7)( U 73 NPT 600(35L\3JED) 60° US NPT (Wiper Edge)

noleg| B E®  |[HEsel BT rion [T onesos(MM) sy noleg| R E  |[HEswl BT eion [T nesos(MM) ey
Thread Angle Cat. No AC530Uf mm [MB/A¥F| g | g, | fp [ Thread Angle Cat. No AC530Uf mm [B/A1¥F| o | g, | fp [
16IR A60-CB ® [05-15/16-48 |0.8]0.5/0.09 16IR27NPT-CB | @ — 27 10.8|0.6(0.06
60° AG60-CB| ® [0.5-3.0/ 8-48 |1.5/1.1(0.10| 5 18NPT-CB | @ = 18 |0.8/0.6(0.06
G60-CB ® [20-30/ 8-14|15/1.1/0.18 60° 14NPTCB | ® — 14 |1.5/1.1/0.08 5
16IR A55-CB (] — |16-48 |0.8|0.5|0.05 115NPT-CB | @ — 115 [1.5/1.0/0.08
55° AG55-CB| @ — 8-48 1.5/1.1/0.08 5 08NPT-CB | @ — 8 |15/1.0/0.13
G55-CB (] — 8-14|1.5/1.1(0.20

@ BA7—/\RU /BSPT 55'(5L\A&h) i tas”
mbm%g ’_1:2 § EE Stock ‘J 5‘: Pitch —_I-/i Jwre"%ms(mm) @K%ﬁ

. ISO)(_ I\} IJDU 600(3 5 L\}J 5 D ) 60° 1SO Metric Threads (Wiper Edge)

mbm%g gg § Er— Stock E‘y?' Pitch T_T/f Ju"c"swns(mm) @Z&f‘ Thread Angle Cat. No AC530U| mm UJ@/H“(‘Jf eq| ez rE LR
Thread Angle Cat. No AC530U| mm U.lﬁﬁ;fy?' e e Fg |PesiPa 550 16|R 28BSPT.CB [ ) — 28 0.8/0.6/0.13 5
16IR0751SO-CB| @ 0.75 — 10.5/0.9/0.04 19BSPT-CB | @ - 19 108]0.60.18
1001S0-CB| ® | 1.00 — |0.8]0.6/0.06
}gg :gggg : 126 | — 108/06/0.07 @ 7 X UAH NPTF 60°(EBULHEBD) so° us npre wiper Edge)
- 1.50 — 0.8 0.6 |0.09 5 3
60° 5 . 1 T stook EwWTF pich | Divensions(MM) | g2z
1751S0CB| ® | 175 | — |1.5/1.00.10 R EE el e e R
2001S0-CB| @ 2.00 — |15]1.1/0.13 16IR 27NPTF-CB ° — 27 lo0.8l0.60.06
2501S0-CB| @ 2.50 — ]15]1.1]0.15 18NPTF-CB Y _ 18 10.810.6/0.08
3001S0-CB| @ 3.00 — [1.5]1.1]0.19 60° 14NPTF-CB P _ 14 115/1.0/0.13 5
. o ~ 5 o — 11.5 (1.5]1.0|0.08
. 1277’(19[) 60 ('L\'bb\ﬂﬁb) 60° Unified Thread (Wiper Edge) :]L?‘#;LFC%B ® o 8 15/1.110.13
mbm@g gg § EE Stock E‘JT Pitch T_T/Zt' JH"C"S‘C%(mm) @Z&f
Thread Ange Cat. No AC530U| mm [WE/AYF g [ g, | lg | @ UNJ B0°(EBULYHEBD) co- uns wiper £dge)
16IR 32UN-CB | ® — 32 |0.5/0.90.04 ; :

* 1] EE Stoc! t 22 3: itcl T_T/f J\rrc“swms(mm) R
28UN-CB| @ | — | 28 |08|0.6/0.06 nilge 2 & A CsoU o I 4;@; o lon | )
24UN-CB| ® | — | 24 108)0.7/006 16IR32UNJ-CB| ® | — | 32 |05[09/0.04
20UN-CB | ® = 20 [0.8/0.6(0.08 28UNJ-CB | ® _ 28 |0.8!060.05
18UN-CB | @ — 18 |0.8]0.60.08 24UNJ-CB | ® — 24 |0.8|0.6/0.06

60° 16UN-CB | ® — 16 |0.8|0.7/0.09| 5 20UNJ-CB| ® _ 20 |0.8/0.6/0.06
14UN-CB| © — 14 |1.5/1.1/0.13 60° 18UNJ-CB | ® _ 18 10.810.610.06 5
13UNCB | © | — N BN 16UNJ-CB| ® | — 16 |0.80.6(0.09
12UN-CB | © — 12 |1.5/1.1/0.13 14UNJ-CB | ® _ 14 11.511.110.09
10UN-CB | © — 10 [1.5/1.1/|0.15 12UNJ-CB | ® _ 12 115/1.110.11
08UNCB | ® | — 8 [15/11020 10UNJCB| ® | — | 10 [15/11015

@ ERTTRL/ IyhI—2 55 (E50180) i } !
RUILEE il 3 7P sicox Ew F pien Ik m»sm(mm) o - 3: v jg:EGDIHZ OH Insert Identification Code

Thread Angle Cat. No ACSSOU mm ¥/ 140F e1 92 rE Pes. Pack
SO - C
16IR 28W-CB | @ — 28 |0.8/0.6/0.12 16 I R 150 I = B
550 24W-CB | @ = 24 108/060.14 H f ﬂ L\V
20W-CB | ® — 20 [0.8/0.6/0.18 oO7757e8| [OBFES |[OryFarElg|[ ontoma |[@Fs77L-1
nsert Size eed Directior itch or hread Type Chipbreaker
19W-CB | @ — 19 /0.8/0.6(0.18 F || EA I | R R | e I == ma
16| 9525 ||| R | &BF | |51 7751 ISO| *—~)L1aU | [ CB [Fu—hah
Q| _(1150840%115) = -
B @075 0oz 07m]||  [on|I=I7ARU
@5 EORRI B[ 150:Ey7 1o || W | DrvhD—2Z
:z;mmmnm 20 204 VF A NPT | 7XUnEmRT—/C
Ptz MG EEAEET BSPT| @7 —/¢
E | i <[ A[E77 0515 | NPTF| 77—t
R ;AG e SEZSDW UNJ| REFERER
Pl lakd TS 125 75 | 60 [AAB0TRL
Cle| "2 855%™ | C 55 [ RAE51aU

SERRXFOHIEF2015-20 1 6ERGHIOISHABRDEELBEOTHDET .

Note: Values in red have changed from those in the 2015-2016 General Catalog.

OF] | IZEETFETR @k standard stock fem
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. %ﬂ*ﬁ@%?}? Shim Selection
EvFHAREVHZEPRUENNEVEZSICERUOU—RARNKELED U—T 1
VITvIOBEMETANNELEDET,

RO T Y I FEAORITAENEZELLIED XL DICEY bTHDONERTT,
ZDEHMNLITDRUDE Y FPEWRICEDE T FaehxRZE AL CEYIIFEIRZ &
RIDTENMEELEDKT,

FvJ
If a thread pitch is large or a pitch diameter is small, a thread lead angle becomes large and the effective clearance Insert

angle on the leading edge becomes small

B1=U—FA

Lead Angle
Ideally, threading inserts should be mounted so that the clearance angles on both right and left sides become equal (EE*E,IXEE)
For this reason, it is necessary to select an appropriate shim for the thread pitch and pitch diameter by consulting \dea\ Setup
the table below. —RE B EiAE

Lead Angle Shim Angle
. %ﬂ*ﬁi&m?mﬁ Shim Selection Procedure l A—AKIEIR] A-A Cross-section ]

@ TEEDRKD. [HRL . ERUIZEER R, VR y VB y
® BDIE%@ LJ@ “: v 9:] ODTT%EED'U B 4.5° External * YE3-3P Exlernal YE3-2P External " YE3-1

® INT T BRUDEWE] [CHTIFEDBERR R | |5=3.5 rrrp—— | 5=2.5 oo p—
@ 24 LT fED _£5(2508 L TULVD [BiR] DRLE = Res3, R DA e '"‘9’”3' '"‘9’”'
E L RHDEAIFEREIR
Choose either one from [RH/LH Thread] in the table

(1)
(2) See the rows below [Pitch] to find a pitch for a thread to produce.
(3) Find the cell that shows a diameter of the thread in the column below [Effective Diameter]. 3.0} Wf::m YI3
(4) Confirm a Cat. No. in the [Shim] row shown above the cell found in (3). If the shim that is Internal *
already in use has a different catalogue number, replace it with an appropriate one St LA B OAEERIR
Standard shim supplied

B,=1.5°

o with holder
(B M18X2.00EHRUENTIY 2185 GHRIF14.70Tmm Bs 20
EHBDB. TROE Y F[2.0Imm. B%E[11.4—17.4ImmD Feoo
157_—)\_;;;_‘1 bgg—o (mm) ﬂ ﬁ
£ O CTOTRINEAIBICH D [YES-1PIHZHDBARE K 1.0 PR cxoma Y5 TN
SE- T RN
(Example) When machining an M16x2.0 external right-hand thread, the effective diameter is WiDiEL
14.701mm. In the table below, find [2.0] mm for a pitch and then follow this row
rightward to the cell of effective diameter of [11.4-17.4] mm. L L L L L L
The cell where the row of [External] meets the column of pitch diameter [11.4 - 17.4] 0 10 20 30 40 50 60 70
mm shows [YE3-1P]. It is the right shim for machining this thread FAUDBE R Eftective Diameter (mm)
. E‘y 9: (mm) Pitch (mm)
ARL/ERU AL Thead A1 UH Right-hand Thread ERUA cthand theas
U— hﬁ Lead Angle 4.5° 3.5° 2.5° 1.5° 0.5° —0.5° =15

B SHEA External |
*Eﬁ I*.H’:EFH Internal
& | BURAE S Ange(81)

Ew F(mm) pitch (mm)

1.75 66- 76 | 76-10.0 | 10.0-152 152-39.9 > 39.9 >39.9 39.9-152
2.0 7.6 - 8.7 8.7-11.4 11.4-17.4 17.4 - 45.6 > 456 > 45.6 456 - 17.4
e A B T A ST e G R
3.0 11.4 -13.0 13.0 - 171 17.1 - 26.0 26.0 - 68.4 > 68.4 > 68.4 68.4 — 26.0
. TPI (IJJ%&/’( ya:) TPI (Threads/Inch)
ERU/ERU RrtHhead 13 UH Right-hand Thread ZERUH Lefthand Thread
J— hﬁ Lead Angle 4.5o 350 25 1 .50 050 —05 = .5°
8| IHER external | YES3P | YE3-2P | YE3-IP .. YE3¥ YES-IN . YE3-2N | YE3-3N .
*ﬁ AZEA internal YI3-3P YI3-2P YI3-1P YI3* YI3-1N YI3-2N YI3-3N
Qﬂiﬁgsmm Angle(ﬁ ) 3o 2 1° 0o —1° —2° —3°
TPl(lllﬁ/'f JF) TPl Torecs BNR Effective Diameter (MM)

s e

579-221

8 11.9-137 13.7-'18.0 18.0 - 27.7 27.7 =724 >724 >72.4 7042077
¥ SSTERY/SSTIEGR)LAICF. U—RAEL =1 .5 AOEMR (SSTEELYES. SSTIALYI3) MEETHEBLTVET .

B 61=—1.5°.-0.5°.0.5°.2.5°.3.5°. 4. 5" HDOEMRIFAIFEOTI .
¥ SSTIR1812M16 & SSTIR2016M 1 8DEIRIFAET T, (LY CFHONUHEEEEE 1 .5ENDVTVETY)

3% SSTE Type/SSTI Type holders are shipped with a shim for a lead angle of 81=1.5° (SSTE Type: YE3, SSTI Type: YI3). Shims for lead angles of 81=-1.5°-0.5°, 0.5°, 2.5°, 3.5°, and 4.5° are sold separately.
% Shims are unnecessary for SSTI R1812M16 and SSTI R2016M16. (The holders are already provided with the standard holder inclination of 1.5°.)
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SEC-Threading Tools SSTE / SSTI Type

. %ﬂ*ﬁ@ﬂy D gijﬁiﬁ Shim Replacement

IR
=tRIEDTRL
N R
FyIENL BIREBHE  BIRILDRAUE ] ~2E5EF
BFE, ERDHTEL,

Remove the insert to expose the shim. Loosen the shim stopper screw by

one to two turns.

P HER R
~ILT

Recommended
Tightening

iDL U—FAICE
OfCEMRZERDATE T

Remove the shim and attach the
different shim that matches the lead
angle.

FRDICEMR DAL DA
BRI GEBRFAITNILD
1.0~1.5N'm)

Tighten the shim stopper screw. (Recommended
Tightening Torque 1.0 - 1.5N-m)

. E5L‘%(:Db\t Wiper Edge

EBL\}UHLJ Without Wiper Edge

ESLHBD with wiper Edge

Fw T (ESVHIEL) Insert (Without Wiper Edge)

F v I (ES5WVHEGBD) Insert (With Wiper Edge)

- RUDEDITIFITOHN
HH%ED)
Performs threading without machining thread ridges (Machined surface from the
previous process is left unworked.)

-BUF VI TROEOIEYFORUZMITED
Enables machining of threads with different widths with the same insert

- RUYIDINT T SR LIE CHR(FICIINBR) TEZL LT MEND D
Needs to machine works until they are given the major (or minor) diameter in the process
prior to threading

- RUILOBICTYIAZEPTL)

Fine burrs are easily formed on edges of ridges

RUILDIAFMIULEWV (ETIEDOINT

- RURBICEDIHRICINITES

Enables machining works into shapes compliant with thread standards

RBEOFHE EvFORUOMIULANTERL

Enables thread machining only for those compliant with certain standards or those with
determined pitches

- RUWWZEESSWVWATHE LIS F/ 0.1mm BED L EIFRZ

RIMED DD
Needs to keep machining allowance of 0.1mm per side due to the use of wiper edge for
thread ridge finishing

- RUILDAENENS.

Edges of ridges chip

. Eﬁﬁiﬁu Application Examples

SKD61 #tmakma1a UIlT

External thread cutting of mecha

HRUILTRZILAR

Enlarge view of thread crest

SSTE=z

SSTE Type

Vy—TJITyIDHMRT. RULED/NUHNE L, MITEDEBHAE,

Due to sharp edge effect, the new tool reduces burr on the thread crest and scratch on the machined surface.

LS SSTE R2525M 16

Holder

Fw 7 16ER 200IS0-CB

Insert

#WHI# : SKDB1 (45~48HRC)

Work Material

M30x2.0 &&40mm

Length
MIHE BEISVIAVT4—R
Machining Method : corrected flank in-feed 14 passes

BELEE : n=636rpm (v.=60m/min)

Speed of Revolution

14)CR

BEISVIAVT4—K

-RKEY FRUPT UNBULVREI B2,
P10 < FOFEND—THEDRAUEEHRL.
- hU—U VI Ty JRIORFTEERE

P

Conventional tool

RATBHIENTES.
Effective for large pitch threads and blemish-prone work
material surfaces

Chips evacuate from one side for good chip control
Reduces flank wear on trailing edge side.




SEC- faLtIn/ {1~

SSTE=z/SSTI=

SSTERIDYHAEDHZE

SSTE Type Threading Process Guide
. 91‘?%)(_ |‘}|/19 U ( 1 l (Zé D @tﬂﬁg mm) External Metric Threads (Depth-of-cut per pass: mm)

EwF oo (mm) 0.75 1.00 1.25 1.50 1.75 2.00 2.50 3.00
ESTDAD oo (mm) | 0.48 0.64 0.80 0.92 1.10 1.26 1.57 1.87
JNAEE o o pasces 4 5 7 8 10 12 14 16

1 0.24 0.25 0.25 0.28 0.28 0.30 0.38 0.40
2 0.12 0.15 0.15 0.15 0.15 0.16 0.19 0.22
3 0.07 0.11 0.12 0.12 0.12 0.13 0.15 0.15
4 0.05 0.08 0.09 0.10 0.10 0.10 0.10 0.13
5 0.05 0.08 0.09 0.10 0.09 0.10 0.12
6 0.06 0.07 0.09 0.09 0.09 0.10
7 0.05 0.06 0.08 0.08 0.09 0.10
8 0.05 0.07 0.07 0.08 0.09
9 0.06 0.07 0.08 0.09
10 0.05 0.06 0.07 0.08
11 0.06 0.07 0.08
12 0.05 0.06 0.07
13 0.06 0.07
14 0.05 0.06
15 0.06
16 0.05
. y*?ij-:j 7 ’f 13 U ( 1 } (Z% D a)t)JL% : mm) External Unified Threads (Depth-of-cut per pass: mm)

L/ A 2 F tiveadsinen | 32 28 24 20 18 16 14 13 12 11 10 9 8
F8T5AH 10000 (mm) | 0.50 | 0.57 | 0.67 | 0.80 | 0.89 | 1.00 | 1.15 | 1.23 | 1.34 | 1.46 | 1.60 | 1.78 | 2.00
JNAEE o o pasees | 4 4 5 7 8 10 11 12 12 14 14 16 16
1 024 | 025 | 0.25 | 0.26 | 0.26 | 0.28 | 0.28 | 0.30 | 0.30 | 0.30 | 0.38 | 0.38 | 0.40
2 0.14 | 0.17 | 0.19 | 0.15 | 0.15 | 0.15 | 0.15 | 0.18 | 0.18 | 0.18 | 0.20 | 0.20 | 0.25
3 0.07 | 0.10 | 0.12 | 0.10 | 0.12 | 0.10 | 0.12 | 0.13 | 0.13 | 0.13 | 0.15 | 0.13 | 0.19
4 0.05 | 0.05 | 0.06 | 0.09 | 0.10 | 0.09 | 0.10 | 0.10 | 0.12 | 0.12 | 0.12 | 0.12 | 0.16
5 0.05 | 0.08 | 0.08 | 0.08 | 0.10 | 0.08 | 0.11 | 0.11 | 0.10 | 0.11 | 0.14
6 0.07 | 0.07 | 0.07 | 0.09 | 0.08 | 0.10 | 0.10 | 0.09 | 0.10 | 0.12
7 0.05 | 0.06 | 0.07 | 0.08 | 0.07 | 0.09 | 0.08 | 0.09 | 0.10 | 0.11
8 0.05 | 0.06 | 0.07 | 0.07 | 0.08 | 0.08 | 0.08 | 0.09 | 0.10
9 0.05 | 0.06 | 0.06 | 0.07 | 0.07 | 0.08 | 0.09 | 0.09
10 0.05 | 0.05 | 0.06 | 0.06 | 0.07 | 0.07 | 0.08 | 0.08
11 0.05 | 0.05 | 0.05 | 0.06 | 0.07 | 0.08 | 0.07
12 0.05 | 0.05 | 0.06 | 0.06 | 0.07 | 0.07
13 0.05 | 0.06 | 0.07 | 0.06
14 0.05 | 0.05 | 0.06 | 0.06
15 0.05 | 0.05
16 0.05 | 0.05

EROICZAH. UDAHIHLETERTT ., WRICHUTERLTLIZEW,: 22U YhAGDRAREF 0.5mm UTELTLZE L,
SHOVADEF Y IZFEATDHEE. HBVIAR A ETFRDZMA TS,

No. of passe
When using ¢

ral guidelines only. Increase or decrease them depending on conditions. However, the max. depth of cut should be kept 0.5mm or less
ance to the total depth of cut

i depths of cut in the table above are ¢
1sert with wiper edge, add machining al

- ﬁﬁtﬂﬁu%ﬁ: Recommended Cutting Conditions

P o
wans | Orem | 908 mzsouze BRIVES nessoms) BEmes | OFsvas
Work Material Carbon Steel Alloy Steel (Up o 330HB) Stainless Steel Grey Cast Iron (Up to 330HB) Ductile Cast Iron Heat Resistant Alloy Titanium Alloy
ERIEREE
Cutting Speed 75 ~ 150 75 ~135 60 ~ 120 90 ~ 180 75 ~135 24 ~ 50 24 ~ 90
ve(Mm/min)




SEC-Threading Tools SSTE / SSTI Type Threading Process Guide

SSTI R DUHAEDHZ

SSTI Type Threading Process Guide

. w%%)(_ |‘}|/19 U ( 1 l (Zé D @tﬂﬁg mm) Internal Metric Threads (Depth-of-cut per pass: mm)

EwF oo (mm) 0.75 1.00 1.25 1.50 1.75 2.00 2.50 3.00
SSETRAR 10 0eotr oot (mm) 0.49 0.58 0.74 0.89 1.04 1.18 1.47 1.76
JNAEE o o pasces 4 5 8 10 11 12 14 16

1 0.20 0.22 0.22 0.25 0.25 0.25 0.30 0.30
2 0.12 0.14 0.14 0.12 0.17 0.18 0.19 0.20
3 0.12 0.10 0.09 0.08 0.10 0.12 0.15 0.17
4 0.05 0.07 0.07 0.08 0.08 0.10 0.12 0.14
5 0.05 0.06 0.07 0.08 0.09 0.10 0.12
6 0.06 0.07 0.07 0.08 0.09 0.11
7 0.05 0.06 0.07 0.07 0.08 0.10
8 0.05 0.06 0.06 0.07 0.08 0.10
9 0.05 0.06 0.06 0.07 0.08
10 0.05 0.05 0.06 0.07 0.08
11 0.05 0.05 0.06 0.07
12 0.05 0.06 0.07
13 0.05 0.06
14 0.05 0.06
15 0.05
16 0.05
. |7§|1§117 7 ’f 13 U ( 1 } (Z% D a)t)JL% : mm) Internal Unified Threads (Depth-of-cut per pass: mm)

L/ A >/ F tiveadsinen | 32 28 24 20 18 16 14 13 12 11 10 9 8
F8TAP e epnocu (mm) | 0.43 | 0.49 | 0.57 | 0.69 | 0.76 | 0.86 | 0.98 | 1.06 | 1.15 | 1.25 | 1.37 | 1.53 | 1.72
JNAEE o o pasees | 4 4 5 7 8 10 11 12 12 14 14 16 16
1 0.20 | 0.20 | 0.20 | 0.22 | 0.22 | 0.22 | 0.25 | 0.25 | 0.27 | 0.27 | 0.27 | 0.30 | 0.30
2 0.10 | 0.16 | 0.16 | 0.12 | 0.13 | 0.13 | 0.15 | 0.15 | 0.16 | 0.16 | 0.18 | 0.18 | 0.22
3 0.08 | 0.08 | 0.09 | 0.09 | 0.10 | 0.08 | 0.10 | 0.10 | 0.12 | 0.12 | 0.16 | 0.16 | 0.18
4 0.05 | 0.05 | 0.07 | 0.08 | 0.08 | 0.08 | 0.08 | 0.08 | 0.10 | 0.10 | 0.12 | 0.11 | 0.15
5 0.05 | 0.07 | 0.07 | 0.07 | 0.07 | 0.08 | 0.09 | 0.08 | 0.10 | 0.09 | 0.12
6 0.06 | 0.06 | 0.07 | 0.07 | 0.07 | 0.08 | 0.08 | 0.09 | 0.09 | 0.11
7 0.05 | 0.05 | 0.06 | 0.06 | 0.07 | 0.07 | 0.07 | 0.08 | 0.08 | 0.10
8 0.05 | 0.06 | 0.06 | 0.06 | 0.06 | 0.07 | 0.07 | 0.08 | 0.09
9 0.05 | 0.05 | 0.06 | 0.06 | 0.06 | 0.06 | 0.07 | 0.08
10 0.04 | 0.05 | 0.05 | 0.05 | 0.06 | 0.06 | 0.07 | 0.07
11 0.04 | 0.05 | 0.05 | 0.05 | 0.05 | 0.06 | 0.06
12 0.04 | 0.04 | 0.05 | 0.05 | 0.06 | 0.06
13 0.04 | 0.04 | 0.05 | 0.05
14 0.04 | 0.04 | 0.05 | 0.05
15 0.04 | 0.04
16 0.04 | 0.04

EROICZAH. UDAHIHLETERTT ., WRICHUTERLTLIZEW,: 22U YhAGDRAREF 0.5mm UTELTLZE L,
SHOVADEF Y IZFEATDHEE. HBVIAR A ETFRDZMA TS,

No. of passe
When using ¢

ral guidelines only. Increase or decrease them depending on conditions. However, the max. depth of cut should be kept 0.5mm or less
ance to the total depth of cut

i depths of cut in the table above are ¢
1sert with wiper edge, add machining al

- ﬁﬁtﬂﬁu%ﬁ: Recommended Cutting Conditions

P o
wans | QR | G088 mzsouze BRIVES nessoms BEmes | OFsvas
Work Material Carbon Steel Alloy Steel (Up o 330HB) Stainless Steel Grey Cast Iron (Up to 330HB) Ductile Cast Iron Heat Resistant Alloy Titanium Alloy
ERIEREE
Cutting Speed 75 ~ 150 75 ~135 60 ~ 120 90 ~ 180 75 ~135 24 ~ 50 24 ~ 90
ve(Mm/min)
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A

® \ery hot or lengthy chips may be discharged while the
machine is in operation. Therefore, machine guards, safety
goggles or other protective covers must be used. Fire safety

precautions must also be considered recommended conditions.

® Please handle with care as this product has sharp edges.
® Improper cutting conditions or mis-handling of the tool may result
in breakages or projectiles. Therefore, please use the tool within its

® \When using non-water soluble cutting oil, precautions
against fire must be taken and please ensure that a fire
extinguisher is placed near the machine.

O FRESITIEHASAL

< SUMITOMO ELECTRIC INDUSTRIES, LTD.

IN—F X5 )VEEE
Global Marketing Department
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*
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TEL (072)772-4531
TEL +81-(72)-772-4535
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(048)525-8215
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FAX +81-(72)-771-0088
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FAX (052)589-3874
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