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SEC-Threading Tool Holders SSTE Type / SSTI Type 248k
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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
tools with complete periphery grinding finish.

Z110BBDF Y TESA V7 v T UIRRIER UIEIEX
110 insert models are available in stock to support various types of thread.
T—DiF v TEEETSVIA VT 14— RED
HAHIEDOETEIDRE LD L FUIEHT]EE

More stable chip control with the combination of inserts with chip breaker
and corrected flank in-feed.
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Ingenious Dynamics 0 1IE§EI
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. !I%E Characteristics
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Large-scale addition of high precision wiper edge inserts for threading
Accommodate various applications for a wide range of equipment from general industrial equipment and pipes to
aerospace equipment

« BRFAE-IVRTU—HZRAL. 110 < FUBHEE

Stable chip evacuation through use of a 3-D moulded breaker.

- AEBITEERET DECKD. YINKHFRL SRR UMNTZXRE

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

YINAFHEDRETENEZTRE U
BEmiFa U Z5RE

Polished flank periphery around cutting
edge provides high quality threading.

. 2 U _Z‘_% Product Range

ag- EYF picn
3 0| S8/ s Fy SE
N s I e
SR 48 ~ 8 16ER A60-CB
SNA 60° Al I 30
60° General Purpose Thread N2 A I Py 48 ~ 8 16IR A60-CB
JAS Internal § §
U | SHEA 48 ~ 8 16ER A55-CB
A 55° AL I
55° General Purpose Thread =z W?%ﬁﬁ 48 8 1 6|R A55-CB
s o
General ndustrel ISOX—R Ll 60° e | 0% 0 13 15 m 20 s s | ||| [ ||| L|[]]]]|]|16ER075IS0-CB
oo so e Thvee PIEEA | % 70 1% 15 1% o0 25 @ 16IR 075/SO-CB
Internal
SMEH 16ER 32UN-CB
=774 1U 60° | External | _________________________| - - -
Unified Thread 60° NEHA 16IR 32UN-CB
Internal
. BRTTEU A 16ER 36W-CB
. Ww — 550 xternal | o o e e e _ L _
AR KE. faKizD S Wz 16IR 28W-CB
,\3{7%3% for Pipes/Whitworth @ Internal
Pipe Coupling for Gas, Water, D Q‘H%ﬁﬁ 16ER 27NPT-CB
and Water Faucets XA NPT 60° § External | _________________________ D O A O T
sorus T Pt 16IR 27NPT-CB
Féé%i?}g?b SHEA 16ER 28BSPT-CB
AF—L AR, 55° Tapered INESE 16IR 28BSPT-CB
*ﬁbﬂ(a)l \",{ jm for Pipes/BSPT Internal
i r r m, b 72 ]
SR P NeTEe0T | | | LML 8|8 ||| 16ER27NPTF-GB
60° US NPTF PIEA 16IR 27NPTF-CB
nternal
NEA 16ER 32UNJ-CB
MZEF a2 A UNJ 60° External | __________________________ e B, SR
Aeronautic Equipment Use UNJ 60° NZEH 16IR 32UNJ-CB
Internal
48/36/32|28]27/24|20[19]18]16]14]1312]115/11]10[ 8
. t’Jﬁu‘EﬁE Application Examples
.tﬂ‘ﬁ“ﬁﬁttﬂ Cutting Resistance Comparison .HDIEHSEQ Machined Surface Comparison
BLNDEL
B
300
280
x:
s 260
71
(N)EL 240
220 [1yuwza
At1st pass
200 W25
SSTEn M#@mA fhiitmB fitmC
SSTE Type Coml;]JDA Comgl:é Comgl:(‘J SSSSTE-I:)ECE {%EE?DAA
#WHIM - S45C M30 X 1.5 #HHI4 1 S45C M30 X 1.5
Work Material Work Material
FIRIZEA | ve=150m/min Wet 8 /XX MIFE: SIT7ILAVT4—R | | FIEIERM | ve=150m/min Wet 8/XR MNIIE: SITPILAVT1—R
Cutting Conditions passes Threading Method: Radial Infeed Cutting Conditions passes Threading Method: Radial Infeed
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SSTE
SHERCEID = @ <
External Threading T

1

TRWPE Ly, L, 3BBELEOTHOET,
KEOIEIF 4 X—I(TIBROMNILT DT v T
& e, DIEZESIVCBDITIEDFET

The values for dimensions L, and L, below are reference

/alue is the value below minus the e, value for the
gl page 4

- I::I:Bﬁl:l Spare Parts

Ry
. m“lg Holders
B OE i X omensens (MM) mat [0 | suRitoRl | iR 2)¢F
Cat. No Stock h b L1 L2 f h1 Screw Shim Stopper Screw Shim Spanner
SSTE R1616H16 ® | 16 | 16 | 100 | 205 | 16 | 16
R2020K16 o 20 20 125 | 30.0 | 20 20 | BFTX0312N | 2.0 BX0304* YE3 TRX10
R2525M16 | ® | 25 | 25 | 150 | 30.0 | 25 | 25

¥ BRIESHRUBADZANFFRBLTEDEFEA. Spanner for shim stopper screws is sold separately.

"SSTI ™ oOn RINTE oD, Fig2 ~ODnBMILE .

]
L,

—— =
; B 55
RNSSH TERYE FIFSEELIFOTHBDET, APOA Spare Parts
N %M FEOIBIE 5 X —JBHOHGT 55T
Y] -

& e, DIEZESIWVcBDITIEDER T, N N
The value for dimension f below is a reference value only \\\ \\\
L The actual value is the value below minus the ei value fo/f @\\\ @\\\\ \
e the corresponding insert on page 5 -

. m}l/g‘ Holders - ||'

AERLEID

Internal Threading

-15°

B OE | Romees (Mm) || BOERE D mac B mupikonl|  #uR 2%
Cat. No Stock gDS h L1 L2 f g QDm Screw T"(’;“;‘!r:_l)' Shim Stopper Screw Shim Spanner
12 | 11. 1 2.0 | 10.2 1 1
SSTIR1812M16 | @ 5| 150 | 32.0 | 10 8  orTY03085N| 2.0 B B
R2016M16 . 16 15.0 150 63.5 9.2 2 20 ...............................................................................................
SSTI R2420Q16 | ® | 20 |18.0| 180 [19.0 | 13.5 24 TRX10
R3125S16 | ® | 25 |23.0| 250 | 14.3 |16.5| 3 31 BFTX0312N | 2.0 | BX0304* YI3
R3732S16 | ® | 32 |30.0 | 250 | 14.3 | 20.0 37
%E%Zfﬁiﬁ%ﬁgag%ﬁﬁgﬁ(gﬁg%}j%ﬁ@;E;%t%bta‘bi‘gﬁ ¥ BARIESRUBADZANF FBLTBDFREA. Spanner for shim stopper screws is sold separately.
. %&*ﬁt%igﬁ Shim Selection Criteria . m}bﬁggﬁa)u?z)‘:ﬁ Holder Identification Code
ﬁﬁ% U ?Eﬁ %?%ﬁﬁ External W’?%ﬁﬁ Internal (@)
(LS |U—RAB) (Ex)
:@§ R e it % Cat. No EE Stock g} § Cat. No. EE Stock o S S T :,—E R 25 25 M 1 6
3 YE3-3P (] YI3-3P () \/: v \M v \ﬂ \
5 YE3I2P | e | YI32P | 8 | [0umER|(QBFES ) (o7 ki 0% 78E [O2RER ) (07,7F
18?, YE3-1P () YI3-1P () SSTE .%a%} BF = || == )] [22] mm) %E%}Wﬁﬂ(mm)
U 3% 3% R | aBF | [w=[16]16][n=[16] 16| H | 100 || 16]9.525
= YE3 e i3 e 41201201 [25[20]20] [k [ 125
YE3-1N ® YI3-1N [ @ONE MEORA FZ[25 25| |P&[25 25| [ M | 150
g y o XIS =l18]18]|| ~|[12]12][ @ | 180
%E YE3-2N ® Yi3-2N 2 5| Kp w20 20] ¥ 16[16] [ S | 250
s YE3-3N ® YI3-3N ® E | A& 12424 [E>[20] 20
S mJbQME(D%Z%%ZW'CUO Standard shim supplied with holder ! P ﬁﬁ% 31|31 ﬁﬁ% 25|25
~|37]37 32[32
2 . 2 . 7 )
T R R Vi v i3 0p t
Internal Internal Internal
: : :
¥ RV BOBRAERIR
Standard shim supplied with holder
. DL (72 .
e PR via
3:&
1ol b0 MEA: vEs-1N
B 2R vi3 4N
Internal
0 10 20 30 40 50 60 70 .
PRUDEIE erccrve Damere (M) BIRFECER werps O] | IBHEIEIR o1 s

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

o e R
iy 3
Q
09.525
3-re
@ LA 60° /55 RU (TSVAEL) Shos Gl hoss, @ 7 AU NPT B0°(E5ULVHEBD) cor us neT wiper Edge)
RULIAE B & fEsor| EWTF pion [T omensors (M) gy nLLAE A s | EWTF picn  |TE oneosors(MM) | gy
Thread Angle Cat. No AC530U mm |WB/AYF| o | g, |y |or Thread Angle Cat. No AC530U, mm |LE/AVF| g, By [Pk
16ER A60-CB @® |05-1.5/16-48 |0.80.6|0.08 16ER27TNPT-CB | ® — 27 0.8 | 0.6
60° AG60-CB| ® [05-3.0 8-48|1.5|1.1/0.08 5 18NPT-CB | ® — 18 | 0.8 | 06
G60-CB | ® [20-3.0 8-14(1.5|1.1/0.18 60° 14NPT-CB | @ — 14 15 | 1.0 | 5
16ERA55-CB | @ — |16-48 [0.8]0.5|0.05 115NPT-CB| ® — 115 | 1.5 | 1.0
55° AG55-CB| @ — 8-481.5/1.1(0.08 5 0S8NPT-CB | @ — 8 15 | 1.1
GebCe | @ 8-1415]1.1/020 @ ZFI5—/\hl /BSPT 55 (501 Tah) 20 o
@ ISOX—RILTL BO° (T BWLHEGH D) & s ere reass polgg] B E [EEse| EVF e [T o (m) seg
RULEE i3 T2 siock E W F piten ik D\We“swcrs(mm) e IEEATE (Gt W AC530Uf mm I3 4;(73" e Es Pos.Pack
Thread Angle Cat. No AC530U, mm WE/AYF g | g, |k 16ER 28BSPT-CB| @ — 28 | 0.8 | 06
16ER0751SO-CB| ® | 0.75 — 05 | 1.0 - 19BSPT-CB| @ = 19 08 | 06 | .
1001SO-CB| ® | 1.00 = 0.8 | 0.6 14BSPT-CB| @ — 14 1.5 | 1.3
1251S0-CB| ® | 1.25 — 0.8 | 0.7 11BSPT-CB| @ = 11 15 | 1.0
s | e e 1 TR s ® 77 XU 7 NPTF 60 (E5ULHBD) 0 us e e e
2001S0-CB| ® | 200 | — | 15 | 1.1 pougg| B E  |EBsw| BT eion WK oo (M) g
250150-CB] ® | 250 | — | 15 | 12 esiiel  Cete |AGS30U| mm [MBIAYF gy | g, [
3001S0-CB| ® | 3.00 — 15 | 11 16ER27NPTF-CB | ® — 27 | 08 | 06
_ - o e oo 60° 18NPTF-CB | ® = 18 | 08| 06|
@ 1=7741L 60°(E5WV\HBD) (e cdge) 14NPTF-CB | ® | — 14 | 15 | 1.0
AULEE i3 TR siock E W F piten I3 oimensions (MM) gl 115NPTF-CB| @ - 11.5 1.5 1.0
Thread Angle Cat. No. AC530U, mm |LE/AVF| g, E, |[FsPax . -
16ER 32UN'CB ° _ 32 0.5 1.0 . UN\J 60 (Efbl,\ﬂﬁb) 60° UNJ (Wiper Edge)
2UN-CB| @ | — | 28 | 08| 07 polgg| B OB |EBue| BT e [WE (M) g
24UNCB| © | — 24 | 08 | 07 e e AC530U mm [W/AVF o [ @, |
20UN-CB| ® — 20 | 08 | 07 16ER 32UNJ-CB| @ — 32 05 | 1.0
18UN-CB| ® | — | 18 | 08 | 07 28UNJ-CB| ® | — | 28 | 08 | 06
60° 16UN-CB| @ | — | 16 | 08 | 08 |5 24UNJS-CB| ® | — | 24 | 08 | 06
14UN-CB| @ - 14 | 15 | 12 20UNJ-CB| @ = 20 | 08 | 07
13UN-CB| ® — 13 | 15 | 1.1 60° 18UNJ-CB| ® — 18 | 08 | 06 |5
12UNCB| ® | — | 12 | 15 | 10 16UNJ-CB| ® | — | 16 | 08 | 06
10UN-CB| ® | — | 10 | 15 | 12 14UNJ-CB) ® | — | 14 | 15 | 11
08UN-CB| @ _ 8 15 1.2 12UNJ-CB| @ — 12 1.5 1.1
) — 10UNJ-CB| @ — 10 | 15 | 1.1
@ ERTTRU,/ I4yNI—2 55 (FBLIEHD) it ™
PEHJ%E %1 N§ ,Z‘EC%;(U)(J mEnJ }u.lﬁzn/j;‘fy} —Lifm >\cr>(emzm) ?ﬁiﬁﬁz . 3" v jggga)uqzzj:ﬁ Insert Identification Code
16ERSEW-CE | & | — | B o5 |10 »16 E R 150 ISO - CB
28W-CB| @ — 28 | 08 | 06 y v \/ \/ \/
24W-CB| @ | — 24 | 08 | 06 B el E e
20W-CB| @ _ 20 | 08 | 06 e=lEBm| (=] BE ||, =ror00 | [EifEes]_ nE |5 ra
19W-CB| ® — 19 | 0.8 | 0.6 1ol o520}l R I EBF]IR G Togtnons '33 ij;}fmbb ce
55° 18W-CB| ® | — | 18 | 08 | 06 |5 TEmm| (B0 | | W Pero=2
16W-CB| ® | — 16 | 08 | 06 ] Ee |
14W-CB| ® — 14 | 15 | 1.0 . 22 SRS | W T PP
12W-CB| ® | — 12 |15 | 1.1 Slasl 73 0% ™ | —tee el
11W-CB| @ — 11 15 | 1.1 Cle "5 :22 ™| C 55 nmssmt
10W-CB| @ = 10 15 | 141
08W-CB| @ — 8 15 | 141
OF[] | ARAETEEER @ik standard siock e
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. 9: v 7 (W ﬁﬁ) Inserts (Internal Threading)

3.81 SSTIRDYBARE\ZEHRDEE e po

SSTI Type Threading Process Guide

03.94
T

29.525

3-re

. /ﬂ.ﬁﬁ 60 /55 19 LJ (* bL\B“JTE; LI) 'IG'?vieSan (la\l%r:we\rlswlpiw\rr)\%i;) . 7)( U 73 NPT 600(35L\3JED) 60° US NPT (Wiper Edge)

mbm@g 7__1'-.2 % TE Stock ya‘_ Pitch __T/i Dimel aws(mm) @K%m mum@g 7__?& % EE Stock E“Ja“ Pitch T_T/ﬁ Jwe"sms(mm) @%ﬁﬁ
Thread Angle Cat. No ACSSOU mm UJ@{:(‘J? e1 ez ra Pes.[Pack Thread Angle Cat. No ACSSOU mm UJ&/‘:‘(‘JT e1 82 Pes.[Pack
16IR A60-CB ® [05-1.5/16-48 |0.8|0.5|0.08 16IR27NPT-CB | @ — 27 08 | 06
60° AG60-CB| ® [0.5-3.0/ 8-48 |1.5/1.1|0.05| 5 18NPT-CB | @ = 18 08 | 06
G60-CB ® 20-30/ 8-14|15|1.1/0.18 60° 14NPT-CB | @ — 14 15 | 11 | 5
16IR A55-CB (] — |16-48 |0.8|0.5|0.05 115NPT-CB| @ — 115 | 15 | 1.0
55° AG55-CB| @ — 8-48 (1.5/1.1/0.08 5 08NPT-CB | ® — 8 15 | 1.0
G55-CB | ®© = 8-14|1.5/1.1(0.20
o @ ZA7—/\RU /BSPT 55'(25L\Tdh) it
@ ISOX—RILRL BO°(ESWVHEB D) 6o-150 1etric Threass (iper Ece) UlIEE B = Bow | CUF ron  [E oo )5z
hULEE Al E EBsok|  EWF pion | vimensons(mm) @ﬂﬁ Thread Angle Cat. No AC530U mm |[WB/A1YF g | g, |
el oo ACS30U mm MERUAYF| ey | ey | 5o 16R20BSPT.CB| ® | — | 28 [ 08 |06 [,
16IR 0751SO-CB| @ 0.75 — 05 | 0.9 19BSPT-CB| @ — 19 08 | 06
100I1SO-CB| @ | 1.00 — 0.8 | 0.6
}gg :gggg : 125 | — | 08 | 06 @ 7 XUH NPTF 680°(&5WL\H&BD) 6o us nere wiper o)
- 1.50 — 08 | 06 = s
° by 1 TE Stock = 9: Pitch T_T/f Dimensions 4
° | y75150cB| ® 175 | — |15 | 10 |° e I MO vy e 72 f;’j”) sl
2001S0CB| ® | 200 | — | 15 | 1.1 16R27NPTFCB | ® | — | 27 | 08 | 06
2501S0-CB) ® | 250 | — | 15 | 1.1 18NPTF-CB | ® | — 18 | 08 | 06
3001S0-CB| ® | 300 | — |15 | 11 60° | 14NPTFCB | @ | — | 14 |15 |10 |5
. of o= - () — 115 | 15 | 1.0
. 1277’(19[) 60 ('L\'bb\ﬂﬁb) 60° Unified Thread (Wiper Edge) ;;;';?;fc%B . o 8 15 1.1
mbm@g gg § EE Stock EW? Pitch T_T/Z‘E ]m"swns(mm) @Z&f"
G2 cate c ACS30U| mm /17 e, € "™ @ UNJ B0°(EBULVHAEBD) co- uns (wiper Edge)
16IR32UN-CB | @ — 32 05 | 0.9 = :
M FE EE Stocl t W 3: itc T_T/f ]\rrc“swms(mm) e
28UNCB| ® | — | 28 |08 | 06 R RE o e e |
24UN-CB| ® | — | 24 |08 07 16R32UNJCB| ® | — | 32 | 05 | 09
20UN-CB | ® o A 0l |06 28UNJ-CB | @ — 28 0.8 | 0.6
18UN-CB | ® - 18 08 | 06 24UNJ-CB| @ — 24 0.8 | 0.6
60o 16UN'CB . - 16 08 07 5 20UNJ'CB . _ 20 08 06
14UN-CB| ® | — 4 115 ) 11 60° 18UNJ-CB| ® | — 18 | 08 | 06 |5
13UN-CB | ® - L Eon b 16UNJ-CB | ® — 16 | 0.8 | 0.6
12UN-CB | ® | — 12 115 ) 1.1 14UNJ-CB| ® | — 14 | 15 | 1.1
10UN-CB| ® | — | 10 | 15 11 120NJCB| ® | — | 12 | 15 | 1.1
O8UNCB @ | — | 8 |15] 11 10UNJCB| ® | — | 10 | 15 | 1.1
@ ERTTRL/ I1yRT—2R 55 (EBWAEHD) it ’ N
aUlEE O EBso| EVTF pien |NE oo (M) @zﬁf‘ B F Y TRBOIFUTT e deniication Code
Thread Angle Cat. No AC530U mm lll#ﬂl{;f‘/? e1 82 “““““ Pack @
16IR28W-CB| ® | — | 28 | 08 | 06 »16 | R 150 ISO - CB
550 24wW-CB| © - 24 | 08|06 | H f ﬂ L\V
20W-CB| @ — 20 08 | 0.6 07791788| | OBFES |[OLyFFrlm|| ORUDER |[@Fs77L-n
19W-CB| @ = 19 0.8 | 06 ’E%‘Wﬁﬂ ) [ ] BF_| [ i—Nv=tyx00% | [GHES] 8 == ma
169525 ||| R | &85 F | |E|1 %35;)“%?}%”5) 1ISO| *—~)Lal | | CB [7L-mah
% 075 Ty 707 UN|3=J74R0
@B HEORA B\ 150 €7 15mm o5 W Do I—2
AESferralierT el 20 :20l/4YF ¥ |NPT| 7XUngfz -/t
S| A #EPuF LM BSPT| &7 —/ ¢
E | s <[ A 77055 | NPT AUt
! i \;;\ AGIEYT 05~3 omm UNJ fﬁ¥?%ﬁ%§ﬁ
s |
.ED : *?LEEEEI @mark: Standard stock item
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. %ﬂ*ﬁ@%?}? Shim Selection
EvFHAREVHZEPRUENNEVEZSICERUOU—RAENKELED . U—F 1
VI IOBEMETANNELEDET,

RO T v I IEAORITANELLEDLDICEY bTHDONERTT,
ZTDEHMLITHRUDE Y FPEWRICEDE T FaehxRZ AL CEIISEHIRZ &
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

Ideally, threading inserts should be mounted so that the clearance angles on both right and left sides become equal (L}Esré\j%eaﬁ)
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 Ba: ?g*&;\ Iz

Lead Angle im Angle

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

@ TEEDRKD. [HRL . ERUIZEER R, ¢ VR y VR y
@ MITHRUD “: W F1DITZHESR B 4.5° External YE3-3P 8,=3.5° External * YE3-2P ﬁ 050 External " YE3-1
® T I BRLOEWER]CETEEDEERER BER i3 op [N VR - v3 op RER vi3.1p
@ 24 LB £ 5 (C5E8 U T2 [B0R) ORVE = FesR, fE FR-R DAY

BERLDHEFEMRZRIR

(1) Choose either one from [RH/LH Thread] in the table NEZH . ' YE3

(2) See the rows below [Pitch] to find a pitch for a thread to produce. B,=1.5° External *

(3) Find the cell that shows a diameter of the thread in the column below [Effective Diameter]. 3.0 H T IR 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 L| IS R B OEERIR
Standard shim supplied
o with holder

(B M18X2.00EHRUENTIY 2185 GHRIF14.70Tmm Bs 20
EHBDB. TROE Y F[2.0lmm. B%E[11.4—17.4ImmD Feoo
157_—)\_;;% ngsg—o (mm) ﬂ ﬁ
£ CTDOTFRINHERIMICD S [YES-1PI D LDBARE E 10 PO cxioma” YES TN
S8 ! WER - vi3-1N

(Example) When machining an M16x2.0 external right-hand thread, the effective diameter is eIl
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)

. t v 9: (mm) Pitch (mm)
ARL/ERU Rk Thead BRI U Right-hand Thread ERUHA ehand thead
U— hﬁ Lead Angle 4.5° 3.5° 2.5° 1.5° 0.5° —0.5° =15

B SHEA Exemal
*Eﬁ I*.H’:EFH Internal
& | BRAEShin nge( 8 1)

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 11.4-174 17.4 - 45.6 > 456 > 45.6 456 - 17.4
e e A B T SE TR O S o T
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 RHLH Thread H13 U Right-hand Thread ERUH Left-hand Thread
J— hﬁ Lead Angle 4.5o 350 25 1 .50 05o —05 = .5°
8| IHER extemal | YE33P | YE3-2P | YE3IP .. YE3¥ ol YES-IN . YE3-2N | ... YE3-3N .
*E‘ AR interal Y13-3P YI13-2P YI3-1P YI13* YI13-1N Y13-2N Y13-3N
Qﬂiﬁgsmm Angle(B ) 3o 2 1° 0o —1° —2° —3°
TPI(IJ.IW(/?) TPI(T BR Eftective Diameter (MmM)

e

579-221

8 11.9-137 13.7-'18.0 18.0 - 27.7 277 -72.4 >724 >72.4 7042077
¥ SSTERY/SSTIEGR)LAICF. U—RAL =1 .5 AOEMR (SSTEELYES. SSTIALYI3) BMEETHEBLTVET .

FH.61=—1.5°.-0.5°.0.5°.2.5°.3.5°. 4. 5" HDOEMRIFAIFTEOTI .
% SSTIR1812M16 & SSTIR2016M 1 8DEIRIFAET T, (LY CFHONUHEEIEEE 1. BENDLTVETY)

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 S1=-1.5°-0.5°, 0.5°, 2.5° 3.5°, and 4.5° are sold separately.
3% Shims are unnecessary for SSTI R1812M16 and SSTI R2016M16. (The holders are already provided with the standard holder inclination of 1.5°.)

6




. %ﬂ*ﬁ@ﬂy D gijﬁiﬁ Shim Replacement

SEC-Threading Tools SSTE / SSTI Type

FuTEHNU BRZEHE
EEED

Remove the insert to expose the shim.

iR EHRQUZ 1 ~2EE(F
EREHTIES .

Loosen the shim stopper screw by
one to two turns.

PHER
(V)%
Recommended
C‘} Tightening

1.
EREBROHNL U—RAEICE FROFEMR LEHIAUZ fHFHIA
DICEIRZERDMIIF T, BRI GERFAITNILD
Remove the shim and attach the 1.0~1 .5N-m)

different shim that matches the lead

Tighten the shim stopper screw. (Recommended
angle.

Tightening Torque 1.0 - 1.5N-m)

- -L\- 5L‘%(:Db\t Wiper Edge

_CSBL\}'JHLJ Without Wiper Edge

ESLHBD with wiper Edge

Fw T (ESVHIEL) Insert (Without Wiper Edge)

F v I (EH5WLHEBD) Insert (With Wiper Edge)

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

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

- RUYIDINTI 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

- RUILOBIC Ty IAZEPTL)

Fine burrs are easily formed on edges of ridges

RULDEFMIUEVEITEOIT | - QUARICESIRICINITES

RBEOFHB EvFORUOMIULANTERN

- RUWWZESSWVWATHE EFDcs. F/ 0.1mm BED L EIFRZ

- RUILDAENENS.

Enables machining works into shapes compliant with thread standards

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

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

Edges of ridges chip

- EFH%WJ Application Examples

SKD6 1 #tEfmd1a UL
External thread cutting of mechanical parts

HRUILTRZILAR

Enlarge view of thread crest

SSTE Type

SSTE=z

Vy—TJITyIDHMRT. RULED/NUHNE L MITEDEBHAEN,

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

Fw7 16ER 200ISO-CB

Insert

#WHI# : SKD61 (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

cREY FRUPET UNBUVREI B2,
D < FOFENH—HADHSUBEHR L,
- hU—U VI Ty JRIORFEERZ
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.

Conventional tool




SEC- faLtIb/\A~

SSTE=/SSTI=

SSTERIDYHAEDHZE

SSTE Type Threading Process Guide
. 91‘?%)(_ |‘}|/19 U ( 1 l(Zﬁ 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
SSTDAD oo (mm) | 0.48 0.64 0.80 0.92 1.10 1.26 1.57 1.87
JNAEES o o pasees 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)

/A 2/ F tiveadsinen | 32 28 24 20 18 16 14 13 12 11 10 9 8
F8T5AH 100000 (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
JNRAEE o o passes | 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

LRI UDAHIHLETERZTT, WRICHUTERULTLIZEW,. 22U VhAGDRAREF 0.5mm UTE LT ZE L,
EHOVADEF Y TZFEATDHEE. VAR 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

o o
warE | DR | D08 wzsouzeg BRIVER nssoss OEmes | 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
EIRIEREE
Cutting Speed 75 ~ 150 75 ~135 60 ~ 120 90 ~ 180 75 ~135 24 ~ 50 24 ~ 90
V.(m/min)




SEC-Threading Tools SSTE / SSTI Type Threading Process Guide

SSTI R DUHAEDHZ

SSTI Type Threading Process Guide

. w%%)(_ |‘}|/19 U ( 1 l(Zﬁ 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
SEETRAR 10 0eor oot (mm) 0.49 0.58 0.74 0.89 1.04 1.18 1.47 1.76
JNAEES o o pasees 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
YA 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
JNRAEE o o passes | 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

LRI UDAHIHLETERZTT, WRICHUTERULTLIZEW,. 22U VhAGDRAREF 0.5mm UTE LT ZE L,
EHOVADEF Y TZFEATDHEE. VAR 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

o o
warE | DR | D08 wzsouzeg BRIVER nssoss OEmes | 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
EIRIEREE
Cutting Speed 75 ~ 150 75 ~135 60 ~ 120 90 ~ 180 75 ~135 24 ~ 50 24 ~ 90
V.(m/min)
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QR2(CHBEVVEELEHIC®

O HVWINNZR > TV e EIRWVIC TERLEE L,
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RAVEIREE I D THBERADHEN T TEAL S

O KA DYIEIERZ CEAICED B
HEHNRBEZRE T DIFEDNFREHUTIAE,
KEKE<NNBTERELEE L,

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.

® 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
recommended conditions.

® \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.

€ FTREITERA=AL

« SUMITOMO ELECTRIC INDUSTRIES, LTD.

IN—RXZ)VEEE
Global Marketing Department

TE64-0016 EERMFAWERIL 1 -1 -1
1-1-1, Koyakita, Itami, Hyogo 664-0016, Japan

HREEZJIL—T T107-8468
A EHREX I I —T T461-0005
= T446-0059
KR EZESIL—T T541-0041

HARZOERRIIL—T

%ﬁl‘ﬁﬁﬁﬁ'}b 7
X mmERTIL—T

TEL (03)6406-2636
TEL (052)963-2880
TEL(06)6221-3700

RRBEXITHKRIZX1-3-13
ZHEMREEMT-1-6
ZEHHM=ALHEAE 1-22-10
KIRMHREXIERS-7 - 28

E/\ 5 B(0144)35-3322
ﬁ B 8(022)292-0128
P

1R85 B(0285)24-3627

fE & B(048)525-8215
T E 8(047)3125105 & #3 B(053)451-43%5
1% JE B(045)851-1788 4t B B(076)264-3822

TEL (072)772-4531
TEL +81-(72)-772-4535

TEL (03)6406-2635
TEL (052)963-284 1
TEL (0566)74-7091
TEL (06)6221-3600

E 1 8(0545)53-1152

FAX (072)772-4595
FAX +81-(72)-771-0088

FAX (03)6406-4006
FAX (052)963-2765
FAX (0566)74-7190
FAX (06)6221-3015

I & B8(082)250-1022
7 M B(092)481-8131

& EFRETYV-ILRYMMRHA AL

ERIREES  TEL(03)6406-2814  FAX(03)6406-4037
HRERESEER  TEL(052)209-6285 FAX(052)209-6286
KBREZEER  TEL(06)6221-3900 FAX(06)6221-3015

> YHTROSHIEHRERED <———

http://www.sumitool.com /-, {&9.0
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