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We, ASPHALT SYNDICATE LLP. Specialise In Tools Application
Engineering. We Are Mainly Focused In Solid Carbide
Endmill & Ballmose, Carbide Drills, Carbide Inserts & Circular
Saw Blade. We Are One OF The Pioneers In Tool Engineering
And With The Practical Experience In Metal Cutting Tools & Its
Various Applications, We Are In A Position To Render Qur
Technical Services & Bring Down Your Tool Cost Per
Component.

Choose Asphalt Syndicate LLP. For Carbide Tools That
Combine Innovative Engineering Unmatched Quality, And
Affordability. Join The Ranks OF Satisfied Custormers Who Have
Elevated Their Machining Capabilities With Our Top-notch
Products. Experience The Asphalt Syndicate LLP. Advantoge
And Witness The Difference In Your Manufkacturing Operations.

ASPHALT SYNDICATE LLP. s Bound To Share Their Expertise And
Support With Custormers To Built A Greater INDIA.




INDUSTRIES WE SERVE

A ASPHALT

Aerospace

Automotive

Oil & Gas

Heavy Machinery

Marine

Metal Fabrication

Surgical

Railway

Construction
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Turning Insert

A ASPHALT

I Grades

AS1005

AS1010

AS5010

AS5015

AS5020

AS5025

AS5030

AS515

AO1

ASPHALT Superior CVYD Coated Grade, Featuring A Micro Grain Fine Subtracts And An
Additional Ultra Thin Post Treatment Layer, Exhibits Exceptional Wear Resistance. This
Enhanced Wear Resistance Makes It Well Suited For Machining Graded Steel, Alloy Steel And
Forged Steel Materials In Both Rough And Finish Machining Applications.

ASPHALT Superior CVD Coated Grade With Fine Cemented Carbide Subtracts Ensures
Excellent Wear Resistance, Because Of Its Wide Working Range Recommended For General
Machining Of Steel And Cast Iron,

PVD Coated Cemented Carbide With Balanced Cobalt Subtracts And Post Treatment
Technology Improves Wear Resistance And Toughness. Because Of Its Wear Resistance And
Toughness Balance, Recommended For Graded Steel And Stainless Steel General Application.

Compact CVD Coating With Fine Cemented Carbide Subtracts Gives Flexibility For Semi Finish
And Roughing Application. Recommended For Hard Alloy Steel And Stainless Steel Machining
For Various Semi Finish And Roughing Application.

New PVD Coating Is Perfectly Matched For Toughness Subtracts With Excellent Heat Resistance
And Mechanical Properties. Recommended For Steel, Stainless Steel And Super Alloy Steel For
Wide Range Of Application.

ASPHALT PVD Coated Grade, Featuring A Micro Carbide Grain Subtracts And A Toughened
Subtracts, Provides Excellent Wear Resistance And Edge Retention Properties. These Properties
Make It Particularly Suitable For Machining Austenitic And Ferritic Stainless Steel, As Well As
Graded Steel, Across A Wide Range Of Applications.

ASPHALT NEW PVD Coated Grade, Featuring A Super Micro Fine Subtracts, Enhanced Heat
Resistance And Increased Edge Toughness, Offers Versatility And Durability Across Multiple
Materials And Applications. Its Compatibility With Austenitic, Martensitic, Ferritic Stainless Steel,
And Exotic Materials Makes It Ideal For Both Roughing And Finishing Tasks.

CVD Coated ASPHALT Grade With Extreme Fine Carbide Grains Provide Outstanding Wear
Resistance And Good Edge Toughness For Cast Iron And SG Iron, With High Edge Security
Recommended For Semi-finish And Rough Operations.

Uncoated Non-Ferrous Insert Grades Are Optimized For Machining Aluminum And Its Alloys,
Featuring Sharp Edges And Tailored Geometry, They Ensure Superior Chip Control, High
Thermal Conductivity, And Low Friction, Resulting In Enhanced Surface Finish And Achieve
Good Tool Life.

. ASPHALT
Turning Insert -~
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Turning Insert

A ASPHALT

| Geometry

PR

PQ

MSR

MF

MF1

MF2

MR1

MR2

MR3

A Strong Roughing Geometry, Paired With AS1010 Grade Material, Is Well-suited For Heavy
Roughing To Roughing Applications, Providing Excellent Edge Strength For Demanding
Machining Tasks.

A Chip Breaking Geometry, Combined With AS1005 Grade Material, Is Ideally Suited For Heavy
Roughing To Roughing Applications, Particularly In Scenarios Where Effective Chip
Breaking Is Necessary To Enhance Machining Efficiency And Tool Longevity.

A Medium To Sharp Cutting Geometry Featuring A Small Chip Breaker Bump Is Well-matched
For Semi Roughing To Semi-finishing Applications, Ensuring Optimal Performance Across A
Range Of Machining Tasks With Improved Chip Control And Surface Finish Quality.

A Medium To Finish Cutting Geometry Featuring Sharp Edges Is Highly Effective For
Semi Finishing To Finishing Applications, Ensuring Excellent Chip Evacuation And Superior
Surface Quality.

A Semi Roughing To Semi Finish Geometry Tailored For Semi Finish Boring Applications Is
Indispensable Where Efficient Chip Evacuation Is Crucial. This Specialized Design Ensures
Optimal Performance Throughout The Machining Process.

A Medium To Finish Cutting Geometry Featuring Sharp Edges Is Well Suited For Semi Finish
To Finish Applications, Providing Good Edge Strength For Interrupted Cuts And Ensuring
Optimal Machining Performance Across A Variety Of Workpieces.

A Tough Cutting Geometry Designed For Semi Finish To Finish Applications Excels In Boring
Operations, Offering Improved Chip Flow Due To Its Large Rake Angle. This Feature
Enhances Machining Efficiency And Tool Longevity, Particularly In Challenging Machining
Scenarios.

A Semi Finish Geometry Equipped With A Positive Chip Breaker Is Well Suited For Boring
Applications Across A Wide Range Of Feed Rates. This Design Facilitates Efficient Chip
Evacuation And Enhances Stability During Machining Operations, Contributing To Improved
Productivity And Surface Quality In Various Machining Conditions.

A Roughing To Semi Roughing Geometry, Designed For General Machining Applications,
Offers Versatility Across Various Workpieces And Materials, Ensuring Consistent Performance
And Reliability In Diverse Machining Scenarios.

A Roughing Geometry Featuring Strong Edge Strength And Sharpness, Tailored For Roughing
To Semi Roughing Applications, Including Machining In Sticky Materials.

A Heavy Roughing To Roughing Geometry, Featuring An Extra-tough Edge, Is Engineered
To Excel In Both Interrupted And Continuous Cuts, Making It Ideal For Machining Exotic
Materials And Super Alloys With Precision And Durability.

Turning Insert

A ASPHALT

I Geometry

UK

ST

PM

DR

SR

VF

FF

SE

AF

A Roughing To Semi Roughing Geometry, Equipped With An Extra Tough Edge, Is
Well Suited For Handling Both Interrupted And Continuous Cuts, Making It An Excellent
Choice For Machining Applications Involving Cast Iron (ClI) And Spheroidal Graphite Iron (SGI)
Materials.

A Heavy Roughing To Roughing Geometry, Featuring A Large Rake Angle, Is Specifically
Designed To Ensure Vibration-free Machining During Heavy Depth Of Cut (DOC) Operations
In Sticky Materials, Guaranteeing Enhanced Performance And Tool Longevity.

A Medium Roughing To Semi Finish Geometry, Incorporating A Wide Land, Is Optimally Suited
For Semi Roughing To Finishing Applications, Providing Versatility And Stability Throughout
The Machining Process.

A Heavy Roughing To Roughing Geometry, Engineered With A Robust Edge, Is Specifically
Designed To Tackle With Stand Heavy Depth Of Cut (DOC) Operations, Ensuring Superior
Performance And Longevity In Demanding Machining Environments.

A Heavy Roughing To Roughing Geometry, Boasting A Robust Edge, Is Adept At Handling
Interrupted And Plain Cuts, Particularly In Heavy Depth Of Cut (DOC) Operations.

A Semi Finish Geometry, Suitable For General Applications Across A Wide Range Of Materials,
Ensures Versatility And Consistent Performance In Diverse Machining Tasks, Enhancing Efficiency
And Quality Across Various Workpieces.

A Semi Finish To Finish Geometry, Characterized By Sharp Edges, Is Versatile And Well Svited For A
Wide Range Of General Machining Applications.

A Polished Geometry, Featuring Sharp Edges, Offers Excellent Surface Finish And Exceptional
Performance In High Speed Machining Across Various Types Of Non-ferrous Materials, Guaranteeing
Superior Results And Efficiency.

A Semi Finish To Finish Geometry, Boasting An Ultra-sharp Edge And Effective Chip Control, Is
Specifically Optimized For Machining Non-ferrous Materials, Ensuring Precise Results And Enhanced
Productivity Throughout The Machining Process.

The Optimal Roughing To Semi Roughing Geometry, Equipped With A Sturdy Edge, Is Well Suited For
Grooving And Parting Operations Across All Types Of Materials, Ensuring Efficient Machining And
High-quality Results In Various Applications.

A Universal Tough Geometry With Excellent Edge Strength, Specifically Designed For Drilling
Applications, Is Highly Versatile And Svuitable For All Types Of Drilling Operations. This
Specialized Design Ensures Consistent Performance And Reliability Across Yarious Drilling Tasks.
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Turning Insert

A, ASPHALT Turn | na A ASPHALT
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Insert L IC T d Re

TNMG16 16 9.525 4.76  3.81 0.2/0.4/0.8/1.2
Insert Geometry Grade . M n“n H Ve Ap (mm) Feed(Fz/rev)
TNMG160402 PQ_ AS1005 L4 o 180 - 350 01-0.4 0.04 - 0.10
TNMG160404 PQ_ AS1005 L4 o 180 - 350 0.3-1.0 0.05 - 0.25
TNMG160408 PQ_ AS1005 L o 180 - 350 0.4-20 0.05 - 0.35
TNMG160412 PQ_ AS1005 L o 180 - 350 0.8 -2.5 0.08 - 0.45
TNMG160404 PR AS1005 L o 180 - 350 0.3-1.0 0.05 - 0.25
TNMG160408 PR AS1005 L o 180 - 350 0.6 -2.0 0.05 - 0.35
TNMG160412 PR AS1005 L o 180 - 350 0.8 -3.0 0.08 - 0.45
TNMG160404 PF AS1010 L o 160 - 320 0:3°-1.3 0.05 - 0.25
TNMG160408 PR AS1010 L o 160 - 320 0.6 - 2.0 0.05 - 0.35
TNMG160412 PR AS1010 L o 160 - 320 1.0-—3.5 0.08 - 0.45
TNMG160408 MSR AS5015 e O O 70 - 300 0.6 -1.5 0.05 - 0.30
TNMG160412 MSR AS5015 e O O 70 - 300 1.0 - 2.5 0.08 - 0.40
TNMG160404 MF1 AS5020 o e o 70 - 180 0.2-0.8 0.05- 0.25
TNMG160408 MF1 AS5020 o e o 70 - 180 0.4 -1.5 0.05- 0.35
TNMG160412 MR2 AS5020 o e o 70 - 180 0.8-2.5 0.08 - 0.40
TNMG160404 MF AS5025 L e O 70 - 160 0.2-0.8 0.04 - 0.25
TNMG160408 MR3 AS5025 ® e O 70 - 160 0.4-1.5 0.05 - 0.30
TNMG160412 MR3 AS5025 L e O 70 - 160 0.6 -2.5 0.08 - 0.35
TNMG160408 MR3 AS5030 L ® O 70 - 160 0.4-2.0 0.05 - 0.30
TNMG160412 MR3 AS5030 ® e O 70 - 160 0.6 -3.5 0.08 - 0.35
TNMG160404 UK AS515 L 150 - 380 0.3-0.8 0.07 - 0.25
TNMG160408 UK AS515 ® 150 - 380 0.6 - 2.0 0.07 - 0.35
TNMG160412 UK AS515 ] 150 - 380 0.8-3.0 0.08 - 0.40
TNMG160408R ST AS1010 ® ] 160 - 320 1.0 -2.5 0.10 - 0.40
TNMG160408L ST AS1010 ® o 160 - 320 1.0-2.5 0.10 - 0.40

Case Study
Factors Case -1 Case -2
Model TNMG160408-PR-AS1005 TNMG160412-MR3-AS5025
Material M.5.(52100) 5.5.316 (CF8M)
Component Name Bearing TP Body
Operation Rough OD & Face Rough OD & Face
Ve 320 100
RPM 2200 Lims 500 Lims
Feed(mm/tooth) 0.25- 0.35 0.25
Ap 0.5-1 1 mm (4 Pass)
Component Size Dia 140/0d L 177mm/Face L15mm  Dia 105 / L 150mm
Tool Life Av.(Per Corner)
5.2 Min
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Turning

O TNMA

Insert L
TNMA160404 16
TNMA160408 16
TNMA160412 16

Insert Geometry Grode - M n H ¥/

TNMA160404 - AS515 s 150 - 380

TNMA160408 - AS515 @ 150 - 380

TNMA160412 - AS515 ® 150 - 380

Case Study

Factors Case -1 Caose -2

Model TNMA160412-AS515 TNMA160408-AS515

Material S.G.lron S5.G.Iron

Component Name Liner Cam Shaft

Operation Rough OD Finish OD

Ve 329 218

RPM 1309 Fix 2800 Lims

Feed(mm/Revolution) 0.22 0.15

Ap 0.8 0.75

Component Size Dia 80 / L190mm Dia 24.8 / L80mm

A ASPHALT

A

IC gﬂ
Re
L — T |=—
IC T d Re
9.525 4.76 @ 3.81 0.4
9.525 4.76 3.81 0.8
9.525 4.76 @ 3.81 1.2
Ap (mm) Feed(Fz/rev)
0.3-10 0.08 - 0.25
0.6-2.5 0.08 - 0.35
0.8-35 0.08 - 0.40

Turning

@] WNMG
w)
o WNMA
Insert L
WNMGO06 6
WNMGO08 8
WNMAQS8 8
ceomery crace [l v NN ¢ -
WNMGO060404 PM AS1005 @ o 180 - 350
WNMGO060408 PM AS1005 ® o 180 - 350
WNMGO060412 PM AS1005 L o 180 - 350
WNMGO060404 MF AS5020 O ® O 70 - 180
WNMGO060408 MF AS5020 O ® o] 70 -180
WNMG060412 MF AS5020 O ® o] 70 - 180
WNMG060412 MR2 AS5030 ® ® C 70 - 160
WNMGO080404 PR AS1005 @ o 180 - 350
WNMGO80408 PR AS1005 @ o 180 - 350
WNMGO80412 PR AS1005 @ < 180 - 350
WNMGO80408 PR AS1010 @ < 160 - 320
WNMGO80412 PR AS1010 @ < 160 - 320
WNMGO80408 MR1 AS5020 O @ o 70 - 180
WNMGO80412 MR1 AS5020 o @ O 70 - 180
WNMGO080408 MF1 AS5020 o e o 70 - 180
WNMGO080412 MF1 AS5020 o @ o 70 - 180
WNMGO080408 MSR AS5030 @ ® = 70 - 160
WNMGO080412 MR3 AS5030 @ ® G 70 - 160
WNMAO080408 % AS515 . 150 - 380
WNMAOQ80412 = AS515 * 150 - 380
Case Study
Factors Case-1 Case-2
Model WNMGO080412-PR-AS1010 WNMG080412-MR1-AS5020
Material EN19 $.5.316L
Component Name Spin Wheel Turbo Charger
Operation Rough OD & Face Rough Face Type OD
Ve 160 80
RPM 950 800 Lims.
Feed(mm/Revolution) 0.25 - 0.35 0.23
DOC 0.5-1.5 (15 pass) 1.25 mm (12 Pass)
Component Size QD 184.5, 37/L 70.45 mm OD 84 /L7 mm
1 hour 21 min

®

P

.
Re,
.

IC T

9.525 4.76
12.7 476
12.7  4.76

Ap(mm)

0.4-1.0
0.8-1.5
0.8-3.0
0.4-1.0
0.8-15
0.8-25
0.8-3.0

0.4-1.0
0.6-25
1.0 - 4.0
1.0-25
1.0 - 5.0
0.8-2.5
0.5 -4.0
0.8-2.5
0.8-3.0
0.8-2.5
0.8-4.0

0.8-25
0.8-5.0

el
-
=4
i

A ASPHALT

d Re

3.81 0.8/1.2
516 0.8/1.2
516 0.8/1.2

Feed(Fz/rev)

0.05-0.25
0.08 - 0.30
0.10 - 0.35
0.05-0.25
0.08 - 0.30
0.10 - 0.35
0.10 - 0.35

0.05 - 0.25
0.08 - 0.35
0.10 - 0.45
0.08 - 0.35
0.10 - 0.45
0.08 - 0.30
0.10 - 0.35
0.08 - 0.25
0.10 - 0.35
0.08 - 0.30
0.10 - 0.35

0.08 - 0.30
0.10 - 0.45



Turning

A ASPHALT

O CNMG
i %,
CNMA -
i)
-
&
— T |
Insert L IC T d Re
CNMG12 12 127 | 476 | 516 |0.4/0.8/1.2
| CNMG19 19 19.05 | 6.35 | 7.94 [0.8/1.2/1.6
| CNMA12 12 127 | 476 | 516 |0.8/1.2
Insert Geometry Grade . M H H Ve Ap (mm) Feed(Fz/rev)
CNMG120412 DR AS1005 ® O 180 - 350 0.8-3.5 0.08 - 0.35
CNMG120408 DR AS1010 ® O 160 - 320 1.0~ 3.5 0.08 - 0.40
CNMG120412 DR AS1010 ® O 160 - 320 1.0 - 4.5 0.10 - 0.40
CNMG120404 MF1 AS5020 o e G 70 - 180 0.5-1.5 0.05-0.25
CNMG120408 MF1 AS5020 o e & 70 -180 0.8-25 0.08 - 0.35
CNMG120412 MF1 AS5020 o e @ 70 -180 0.8-3.5 0.08 - 0.35
CNMG120408 MR3 AS5025 ® ® O 70 - 160 0.8-3.5 0.08 - 0.35
CNMG120412 MR3 AS5025 L4 ® O 70 - 160 1.0- 4.0 0.08 - 0.35
CNMG190608 DR AS1010 ® o 160 - 320 1.5-6.0 0.10 - 0,40
CNMG190612 DR AS1010 ® o 160 - 320 2,.0-8.0 0.10 - 0.45
CNMG190616 DR AS1010 ® o 160 - 320 2.0-10 0.10 - 0.50
CNMA120408 = AS515 s 150 - 380 0.8-25 0.08 - 0.30
CNMAT20412 & AS515 L 150 - 380 0.8-5.0 0.10 - 0.40
Case Study
Factors Case-1 Case-2
Model CNMG120408-MR3-AS5025 CNMG120412-DR-AS1010
Material S5.5.304 S5.G.Iron
Component Name Elbow Knucle
Operation Rough Face Rough Boring
Ve 120 130
RPM 1200 Lims 600 Lims
Feed(mm,/Revolution) 0.25 018
Ap 3mm 4 mm
Component Size Dia 77 / L15mm Dia 82 / L76 mm
42 vin

Turning

O | SNMG
0
SNMA

Insert

SNMG120408
SNMG120412

SNMA120408
SNMA120412

Case Study

Factors

Model

Material

Component Name
Operation

Ve

RPM
Feed(mm/Revolution)
Ap

Component Size

Geometry Grade
SR AS1010 @
SR AS1010 ®
& AS515
= AS515

Case -1

SNMG120408-5R-AS51010
C45

Shaft Pin

Rough OD

250

2000 Lims

0.25

1.5 mm (2 Pass)

Dia 45 / L 180 mm

Insert

SNMG12
SNMA12

| oooe -

& 160 - 320

o 160 - 320

e 150 - 380

L 150 - 380
Case -2

SNMA120412-AS515
S.G.lron

Liner

Rough ID

220

4L38

0.18

2 mm

Dia 160 / L 80 mm

Tool Life Av.(Per Corner
Tool Life(Contact Time) 1 Hr. 37 Min

1Hr. 7 Min

A ASPHALT

4 N i
-]
O |3
~ A V[

Re, bt 1 —a — T e
Ic T d Re
127 476 516 0.8/1.2
12,7 476 516 0.8/1.2

Ap (mm) Feed(Fz/rev)
1.0-3.5 0.08 - 0.35
1.0 - 5.0 0.10 - 0.45
1.0 - 4.0 0.10 - 0.40
1.0- 6.0 0.10 - 0.45

m-12



A ASPHALT A ASPHALT

Turning Turning

O VNMG 8 CCMT
Insert L IC T d Re Insert L IC T d Re
VNMG12 12.4 715 | 3.97 3.40 0.4/0.8 CCMTO6 6.4 635 238 2.8 0.4/0.8
VNMG16 16.6 9.525 476 3.81 0.4/0.8 CCMTO$ 9.7 9525 397 4.4 0.4/0.8

Insert Geometry Grode - M n H Ve Ap (mm) Feed(Fz/rev) Insert Geometry Grade . M n“n H Ve Ap (mm) Feed(Fz/rev)

VNMG12T302 PF AS1005 L O 180 - 350 0.1-0.4 0.04 - 0.5 CCMTO060204 PF AS1010 ® O 160 - 320 0.2-1.0 0.04 - 0.20

VNMG12T304 PM AS1005 ® @] 180 - 350 0.3-1.0 0.06 - 0.20 CCMTQ60208 PF AS1010 ® &) 160 - 320 03-15 0.06 - 0.25

VNMG12T308 PM AS1010 L O 160 - 320 0.4-15 0.08 - 0.25 CCMTO060204 MF AS5010 ® ® O 70 -180 0.2-1.0 0.04 - 0.20
CCMT060208 MF AS5010 ® ® o 70 -180 0.3-1.0 0.06 - 0.25

VNMG160404 VF AS1005 e o 180 - 350 0.5 =15 0.06 - 0.20 CCMT060204 SF AS5020 O ® o 70 - 180 0.2-1.0 0.04 - 0.20

VNMG160408 VF AS1005 e o 180 - 350 0.4-20 0.08 - 0.20 CCMT060208 SR AS5020 O ® ] 70 - 180 0.4-1.5 0.06 - 0.25

VNMG160404 SE AS5015 L ] (0] o] 70 - 280 0.5 =15 0.06 - 0.25

VNMG160408 SF AS5015 ® o o 70 - 280 0.4-2.0 0.08 - 0.25 CCMTO9T304 PF AS1010 ® < 160 - 320 0.3-15 0.06 - 0.20

VNMG160404 MF1 AS5020 0o ® © 70 -180 0.3 -1.5 0.06 - 0.20 CCMTO09T308 PF AS1010 L Q 160 - 320 0.4-2.0 0.08 - 0.25

VNMG160408 MF1 AS5020 O * o 70 - 180 0.4-15 0.08 - 0.25 CCMTO9T304 MF2 AS5010 L ® o 70 - 180 03-~15 0.04 - 0.20
CCMTO9T308 MF2 AS5010 L ® Q 70 - 180 0.4-15 0.06 - 0.25
CCMTO9T304 SR AS5020 O ® o 70 - 180 0.4-15 0.06 - 0.20
CCMTO9T308 SR AS5020 0 ® O 70 - 180 0.4-2.0 0.08 - 0.25

Case Study Case Study

Factors Case-1 Case-2 Factors Case -1 Case -2

Model VNMG12T308-PM-AS1010 VNMG160408-MF1-AS5020 Model CCMT060208-MF-AS5010 CCMTO9T308-SR-AS5020

Material Bearing Steel Sheetmetal Nsk10 Material EN8SD 5.5.304

Component Name Bearing Cap Component Name Hub Valve Body

Operation Rough Track Turning Groove Operation Finish Bore Rough ID

Ve 350 160 Ve 125 140

RPM 1600 Lims 2800 Lims RPM 2000 Lims 2500 Lims

Feed(mm/Revolution) 0.18 0.15 Feed(mm/Revolution) 0.15 0.18

Ap 1mm 1mm Ap 0.5 mm 0.75 (2 Pass)

Component Size Dia 110 / L20 mm Dia47 / L8 mm Component Size Dia 20 /L30 mm Dia 22 / L35 mm

Tool Lfe(Contact Time)

13-14



Turning

O DNMG

Insert

DNMG150608
DNMG150612

Case Study

Factors

Model

Material

Component Name
Operation

Ve

RPM
Feed(mm,/Revolution)
Ap

Component Size

Geometry Grode

AS1010 ®
AS1010 ®

Case-1

DNMG150608-SR-AS1010
M.S. (Forging)

Flange

Rough Od & Face

210

4L77

0.35

2mm/1mm

Dia 140 / L 100 mm

A ASPHALT

DNMG150612-SR-AS51010
M.5. (C45)

Shaft

Rough Od & Step

230

800 Lims.

0.2

2.5mm

Dia 160, 130 / L 1200 mm

Tool Life Av.(Per Corner) | 114 Pcs.
Tool Life(Contact Time) 1 Hr. 8 Min.

1 Hr. 45 Min.

7’7~&_ _
i
Ic O ) s
Re, LJ =T
Insert L IC T d Re
DNMG15 15.5 12.7 6.35 516 0.8/1.2
w RN ¢ v« sem resatsrew
o} 160 - 320 0.6-2.5 0.10 - 0.35
O 160 - 320 1.0 - 4.0 0.12 - 0.40
Case-2

Turning

O DCMT

Insert L
DCMTO7 7.8
DCMT 11.6

Insert Geometry Grade . M n“n H V¢

DCMT070204 FF AS5020 @ e ) 70 - 180

DCMT070208 FF AS5020 ® L] @ 70 - 180

DCMTT11T304 FF AS5020 ® ] ) 70 -180

DCMTI1T308 FF AS5020 ® ® o 70 -180

Case Study

Factors Case -1 Case -2

Model DCMT070208-FF-AS5020 DCMT11T308-FF-AS5020

Material En31 En19

Component Name Control Valve Flow Control Valve

Operation Rough Bore Finish Bore

Ve 160 180

RPM 2800 Lims. 3000 Lims.

Feed(mm /Revolution) 0.16 0.12

Ap 0.75 mm 0.6 mm

Component Size Dia 22 /L 40 mm Dia 32 / L25 mm

Tool Life Av.(Per Corner)

Tool Life{Contact Time)

A ASPHALT

IC T

6.35 2.38
9.525 3.97

Ap(mm)

0.2-1.0
0.3-1.0

0.3-15
0.6-2.0

d Re

2.8 0.4/0.8
44 0.4/0.8

Feed(Fz/rev)

0.06 - 0.20
0.08 - 0.25

0.06 - 0.20
0.08 - 0.25
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Turning

O TCMT

Insert L
TCMTT1 1
TCMT16 16.5

soomery ooce [l v EREEEN Y -

TCMT110304 MF AS5020 ® e o] 70 - 180

TCMT110308 MF AS5020 e o o 70 - 180

TCMT16T304 MF AS5020 s e o 70 -180

TCMT16T308 MF AS5020 s o Q 70 - 180

Case Study

Factors Case -1 Case-2

Model TCMT11T308-MF-A55020 TCMTI16T308-MF-AS5020

Material S.8.316L 5.5.304

Component Name Manifold Housing

Operation Rough Id Rough Id

Ve 120 140

RPM 800 Lims 800 Lims

Feed(mm,/Revolution) 0.18 0.20

Ap 0.8 mm 1mm

Component Size Dia 60 / L 150 mm Dia 80, 60 / L 30,45 mm

Tool Life Av.(Per Corner)

Tool Life(Contact Time)

A ASPHALT

AL

IC T d Re

635 238 2.8 0.4/0.8
9.525 397 4.4 0.4/0.8
Ap (mm) Feed(Fz/rev)
0.2-1.0 0.04 - 0.15
0.4-15 0.06 - 0.15
0.3-15 0.06 - 0.20
0.6-2.0 0.08 - 0.20

Turning

O VBMT
Insert L
VBMT16 16.5
Insert Geometry Grade . M n“n H Ve
VBMT160404 MF AS5020 ] ® 0 70 - 180
VBMT160408 MF AS5020 ® ® 0 70 - 180
Case Study
Factors Case -1 Case -2
Model VBMT160404-MF-AS5020 VBMT160408-MF-AS5020
Material S.8.316L S5.8.304
Component Name Nozzel Ring Metro Handle
Operation Profile Finish Profile Rough
Ve 135 110
RPM 1200 Lims 600 Lims
Feed(mm/Revolution) 0.08 0.12
Ap 0.5 mm 0.75 mm
Component Size Dia 0-72 mm / L 50 mm Dia 12-60 mm / L 50 mm
Tool Life Av.(Per Cornen
Tool Life(Contact Time)

A ASPHALT

IC I
9.525 4.76

Ap (mm)

0.3-15
0.6-2.0

Re
4.4  0.4/0.8

Feed(Fz/rev)

0.06 - 0.20
0.08 - 0.20

17-18



A ASPHALT

Turning (Non-Ferrous)

QO | CCGT/DCGT/TCGT

\ Insert L IC T d Re
CCGTO0é6 6.4 6.35 2.38 2.8 0.4/0.8
CCGT09 9.7 9525 397 4.4 0.4/0.8

Insert Geometry Grade . M n“ H Vc Ap (mm) Feed(Fz/rev)
L ]

CCGT060204 SF AO1 160 - 500 0.3-0.8 0.05-0.10
CCGT060208 SF AO1 ® 160 - 500 0.5-1.0 0.05-0.15
CCGTO9T304 SF AO1 L 160 - 500 0.5-1.0 0.05-0.10
CCGTO09T308 SF AO1 L 160 - 500 0.6-15 0.05 - 0.20
"
Insert L IC T d Re
DCGTO7 7.8 6.35 238 2.8 0.4/0.8
DCGT11 11.6 9.525 397 4.4 0.4/0.8

Insert Geometry Grade . M nn S H Ve Ap (mm) Feed(Fz/rev)
®

DCGT070204 SF AO1 160 - 500 0.3-1.0 0.05-0.08
DCGT070208 SF AO1 ® 160 - 500 0.4-15 0.05-0.12
DCGTTIT304 SF AO1 ® 160 - 500 0.3-1.0 0.05-0.15
DCGTTIT308 SE AO1 ® 160 - 500 0.6 - 1.5 0.05-0.20

A

/ Insert L IC T [s] Re
IS g T Tcemn 1 635 238 2.8 0.4/0.8
4‘ ™ TCGT16 165 | 9525 397 | 4.z |0.4/0.8
Re L TL

Insert Geometry Grade - M n“ H Ve Ap (mm) Feed(Fz/rev)
e

TCGT110204 SF AO1 160 - 500 0.4-1.0 0.05-0.12
TCGT110208 SF AO1 L 160 - 500 0.6-15 0.05-0.15
TCGT16T304 SF AO1 & 160 - 500 0.6-12 0.06 - 0.20
TCGT16T308 SF AO1 & 160 - 500 0.6 - 3.0 0.06 - 0.25
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Turning (Non-Ferrous)

O
D

Insert

TNMG160404
TNMG160408

Insert

VBGT160404
VBGT160408

Insert

VNMG160404
VNMG160408

Re

Geometry Grade

AF
AF

TNMG / VBGT / VNMG

AO1
AO1

Geometry Grode

SF
SF

AO1
AO1

bd

\ Insert
TNMG16

H - DK -
®

H - KK -
L

Geometry Grade

SF
SF

AO1
AO1

Insert

VNMG16

B + EEENEN -
®

16

Ve

160 - 500
160 - 500

16

Ve

160 - 500
160 - 500

16.6

Ve

160 - 500
160 - 500

IC T
9.525 4.76

Ap (mm)

0.6-15
0.8-3.0

IC T
9.525 4.76

Ap (mm)

0.3-1.0
0.5-15

IC T
9.525 4.76

Ap (mm)

0.3-1.0
D6 =220

A ASPHALT

d Re
3.81 0.4/0.8

Feed(Fz/rev)

0.06 - 0.25
0.08 - 0.40

Re
4.4  0.4/0.8

Feed(Fz/rev)

0.02 - 0.12
0.04-0.15

d Re
3.81 0.4/0.8

Feed(Fz/rev)

0.04-0.20
0.06 - 0.25

Note

A ASPHALT
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|5
& A ASPHALT
E L] L
= Parting & Grooving
=
C>> O] MGMN cox
O %2} BW
| (]
o L R
«d | b
o =
= -
= 7
O
(o
Insert cw Re BW L CDX
MGMN150 1.50 0.2 1.20 16 15
MGMN200 2,00 0.2 1.60 16 15
MGMN250 250 0.2 2.00 185 17.5
MGMN300 3.00 0.2 235 0021 20
MGMN400 4,00 0.3 3.30 21 20
MGMN500 500 0.3 4.10 26 25
MGMN600 600 0.3 5.00 26 25
Insert Geometry Grade S Feed(fz/rev) Ve
MGMN150 M AS1010 ® o 0.01- 0.08 50 -140
MGMN200 M AS1010 o 0.02 - 0.10 50 - 140
MGMN250 M AS1010 ® o 0.02 - 0.10 50 - 140
MGMN300 M AS1010 ® o 0.02 - 0.12 50 - 140
MGMN400 M AS1010 ® o 0.02 - 0.12 50 - 140
MGMNS500 M AS1010 ® o 0.02 - 0.15 50 - 140
MGMN6&00 M AS1010 ® o 0.02 - 015 50 - 140
MGMN150 M AS5015 ® ® O 0.01- 0.08 40 -120
MGMN200 M AS5015 ® ® O 0.02 - 0.10 40 -120
MGMN250 M AS5015 ® ® O 0.02 - 0.10 40 - 120
MGMN300 M AS5015 ® ® O 0.02 - 0.12 40 - 120
MGMN400 M AS5015 L ® O 0.02 - 0.12 40 - 120
MGMNS500 M AS5015 ® ® O 0.02 - 0.15 40 -120
MGMN6&00 M AS5015 L ® O 0.02 - 0.15 40 - 120
Case Study
Factors Case-1 Case-2
Model MGMN200-M-AS1010 MGMN300-M-AS5010
Material Forged Steel S.8.304
Component Name Ring Hex Bar
Operation Grooving Parting
Ve 80 55
RPM 170 796
Feed(mm/tooth) 0.06 0.02
Depth 9 mm/Side 11 mm/Side
Plunge 3 mm 4 mm
Component Size OD:150 mm / ID:40 mm 22 mm

Tool Life(Contact Time) 1 Hr. 18 Min. 1Hr. 2 Min. 23-24



Parting & Grooving

O MRMN
<2}
Insert Geometry Grode
MRMN200 M AS5010
MRMN300 M AS5010
MRMN400 M AS5010
MRMN500 M AS5010
MRMN600 M AS5010
Case Study

Factors Case

Model MRMN500-M-AS5010

Material EN 19

Component Name Cam Shaft

Operation Radius Groove

Vo 90

RPM 716

Feed(mm,/tooth) 0.03

Depth 3 mm/Side

Plunge 2

Component Size 40 mm

Tool Life Av.(Per Corner) | 367 Pcs.
Tool Life(Contact Time) 1Hr. 7 Min.

Insert

MRMN200
MRMN300
MRMN400
MRMN500
MRMN600

L
o] o

® @ @ @ o =

o O
o &}
o &}
o &}

A ASPHALT

cw Re

2.0 1.0
3.0 1.5
4.0 2.0
5.0 2.5
6.0 3.0

Feed(Fz/rev)

0.01-0.06
0.01-0.08
0.01-0.08
0.02 - 0.10
0.02 - 0.2

BW L

1.50 16
2. 350021
3.30 21
410 26
5.00 26

Ve

40 -120
40 - 120
40 -120
40 -120
40 -120

Parting & Grooving

O TDC
2]
Insert
TDC200
TDC300
TDC400
TDC500
TDC600
Case Study
Factors
Model
Material
Component Name
Operation
Ve
RFM
Feed(mm /tooth)
Depth
Plunge

Component Size

Geometry Grade

M AS5015
M ASS015
M AS5015
M AS5015
M AS5015

Case

TDC300-M-AS5015
M.S. (4140)

Cam Shaft

Radius Groove

90

716

0.03

3 mm/Side

40 mm

Tool Life Av.(Per Corner) 367 Pcs.
Tool Life(Contact Time) 1Hr. 7 Min.

Insert

TDC200
TDC300
TDC400
TDC500
TDC600

cw

2.0
3.0
4.0
5.0
6.0

o]
®}
Q
Q
Q

A ASPHALT

e

Re BW L CDX
0.2 1.7 20 19
0.2 2.0 20 19
0.3 3.0 20 19
03 40 25 24
03 |50 |75 24
H Feed(Fz/rev) Ve
o} 0.02 - 0.08 40 - 160
o 0.02 - 0.10 40 - 160
o 0.02 - 012 40 - 160
o 0.04 - 0.15 40 - 160
o 0.04 -0.15 40 - 160
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Hole Makling seiscarsice

TiCN Coated

130° Tip Angle

Non - Through Coolant
DIN 6535 Forrm HA

Carbide Drill
55 HRC

Recommended For

Steel 30-55 HRC

P20

Hot Die Steel(H13, H11, H21)
D2

Aluminium

Dia (D)

0.5~0.9
1.0 ~ 1.5
1.6 ~2.0
2= 2.5
2.6~ 3.0
31~35
3.6 ~4.0
41~4.5
4.6~ 5.0
51~6.0
&61~7.0
71~ 8.0
81~9.0
9.1~ 9.5
9.6 ~10.0
101~ 11.0
11.1~12.0
12.5

13

1.5

1.6 ~2.0
21~2.5
26~3.0
31~35
3.6~ 4.0
41~5.0
51~6.0
61~7.0
71~ 8.0
81~9.0
9.1~ 10.0
10.1 ~11.0
1.1 ~12.0
12.5

Flute
Length (1)

58
60
65
70

* All Size Ars Available In O1 Differance

Total
Length (L)
50
50
50
50
50
50
50
50
60
60
60
60
75
75
75
75
75
100
100

50
50
75
75
75
75
75
75
100
100
100
100
100
100
120

A ASPHALT

Shank
Dia (d)

o= B+ < B o N « SN« S - B - . B 7 B ¥ B ¢ R ¥ )

- o | e | | o | = | =
PN M| O|lO|O

o< T - T o S S R - < B < R R ]

it |t | e ||

1a ds¢



A ASPHALT

2 Through Coolant 1
é Electroplated H 0 Ie M q H I |'| g

o1 64 Groove Ratio, SPMG
..E For Better Chip Rermoval 8

O

= |
[

O [ Plain t Angle l Half J ( Hole ‘ Existing

L Surface Surface ||[Cylindrical | Expasion Hole

[ [ { £ /‘[ > Insert Ic T d Re
SPMG050204 5 238 225 0.4
SPMG060204 6 2.38  2.61 0.4
SPMGOQO7T308 794 | 397 285 0.8
SPMG090408 9.80 430 4.05 0.8
SPMG110408 11.50  4.80 4.45 0.8
SPMG140512 14.30  5.20 5.75 1.2

ot coomory coce [ v N -
SPMG050204 ubD AS5015 ® L o] * ] 50 - 280
SPMG060204 ubD AS5015 ® ® ] L4 ) 50 - 280
SPMGO07T308 ubD AS5015 ® ® ] * o 50 - 280
SPMG090408 ubD AS5015 ® ® o L4 ) 50 - 280
SPMG110408 uD AS5015 L L o L4 o 50 - 280
SPMG140512 uD AS5015 ® ® o L4 ) 50 - 280
U-Dnll
Code Insert Screw Spanner Size L/D=2 L/D=3 L/D=4 L/D=5
ASUD  SPMGD5 $2250 TO&P 12.5-15.5 v v v
) ASUD SPMGDé S2255 TO7P 16 - 21.5 v v v v
ASUD  SPMGO7 $2580 TOSP 22 - 27.5 v v v e
ASUD  SPMGD9 S$3590 T15P 28 - 33.5 v v v v
ASUD  SPMGI11 S4010 T15P 34 - 41 v v ¥ v
ASUD SPMG14 S5011 T20P 42 - 50 v ¥ Ll v

* All Size Are Available In OF Difference
* Cther Sizes Available On Request.
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Hole Making

O ‘ WCMX
2

Plain Angle Half
Surface Surface | |Cylindrical| | E

xpasion

Hole [ Existing

Hole

® (e

®

Insert Geometry Grade
WCMX030208 ubD AS5015
WCMX040208 ubD AS5015
WCMX050308 ubD AS5015
WCMX06T308 ubD AS5015
WCMX080412 ubD AS5015
- U - Drill
;?55
3 3 32 Code  Insert Screw
52’ g ASUD = WCMX03 S2550
ey | ASUD WCMXO04 S2560
gﬁ; ASUD WCMX05 S3070
“gg ASUD WCMX06 S3580
. ASUD WCMXO08 S4010

*AllSize Are Available In O.5 Difference
*Other Sizes Availakle On Request.

Insert

WCMX030208
WCMX040208
WCMX050308
WCMX06T308
WCMX080412

Spanner Size

TO8P
TO8P
T10P
T15P
T15P

+ IR
® o ®
® e} ®
® e} ®
® o} ®
] e} ®
L/D=2 L/D=3
14-19.5 v v
20 - 23.5 v v
24 - 30.5 v v
31- 41 v v
42 - 60 ¥ v

IC

5.56
6.35
7.94
9.525
12.7

2.38
2.38
3.18
3.97
4.76

3.8
4.3
5.4
6.5
8.7

OO |0O|O| O EE

A ASPHALT

d Re
2.8 0.8
3.1 0.8
3.2 0.8
37 0.8
4.3 1.2
Ve
50 - 280
50 - 280
50 - 280
50 - 280
50 - 280

/D=4 | L/D=5

IR
S RIRY

Note

A ASPHALT
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A ASPHALT

o L ®
= Inserts Identification System
w)
C
a I Thread Turning Insert Ordering Codes
=
o,
O
o
=
- 16 E R 12 UN ASS5015
S N s B NN f
1 2 4 5 6 7 8
E = External B =Tvoe B Pitch Full Multitooth Carbide
e | || =Internal =1iee in mm; Profiles: style & Grade:
. 0.35-12 ISO number AS5015
UN of teeth
or TPI WHIT :
l (Threads NPT APl size
per Inch) NPTF & taper
LL 722 BSPT
06  5/32" DIN 477
08  3/16" ACME
08U 3/16"U STACME
no 14 TRAPEZ
16 3/8" 3 5%’”0
16V 3/8° R =Right Hand M)
22 L= Left Hand PG
S T AM. BUTT.
22v 12 SAGE
27 5/8" API
27U 5/8°U VAM
27V 5/8" Partial
330 3/4°U Profiles:
A
G
AG
N
Q
U

33-34



Threading

Partial Profile 60°
Partial Profile 55°

External
Pitch External
L IC
mm TPI Right Hand X Y
0.5-1.5 48-16 1j1] 1/4" TIER A60 0.80 0.90
0.5-1.5 48-16 16 3/8" 16ER A60 0.80 0.90
0.5-3.0 48 -8 16 3/8" 16ER AG60 1.20 1.70
1.75-3.0 14-8 16 3/8" 16ER G640 1.20 1.70

* Left Hand Insert Available On Request In All Sizes
* Order Code : 16ER A60 - AS5015

External
Pitch External
L IC
mm TPI Right Hand X Y
0.5-1.5 48-16 1 1/4" 11ER A55 0.80 0.90
0.5-1.5 48-16 16 3/8" 16ER A55 0.80 0.90
05-3.0 48-8 16 3/8" 16ER AG55 1.20 170
1.75-3.0 14-8 16 3/8" 16ER G55 1.20 170

* Left Hand Insert Available On Request In All Sizes
* Order Code : 16ER A55 - AS5015

A ASPHALT
e
>
]_L _|¢
Ayl L.C.
L
Yy L
Internal
Right Hand X Y
11IR A0 0.80 0.20
16IR A60 0.80 0.90
16IR AG60 1.20 1.70
16IR G60 1.20 1.70
Y
—)l
irL _|‘_
[ .C.
L
Yy |-
Internail
Right Hand X Y
T1IR A55 0.80 0.90
16IR A55 0.80 0.90
16IR AG55 1.20 1.70
16IR G55 1.20 1.70

Threading

A ASPHALT

ISO Metric Full Profile

Pitch

0.5
0.75

1.25
i1:5
1.75
2.00

0.5
Q.75

1.25
1.5
175
2
2.5
3

1
mn
n
n
n
n
n

16
16
16
16
16
16
16
16
16

Ic

/4"
/4"
/4"
/4"
/4"
/4"
/4"

3/8"
3/8"
3/8"
3/8"
3/8"
3/8"
3/8"
3/8"
3/8"

1/8P External

Defined By : R262 (DIN 13)
Tolerance Class : 6g/6H

External
Right Hand

TIERQ.50 ISO
T1ERQ.75 ISO
TIER1.00 ISO
1ER1.25 I1SO
T1ER1.50 ISO
TER1.75 ISO

16ERQ.50 ISO
16ER0.75 ISO
16ER1.00 ISO
16ER1.25 ISO
16ER1.50 ISO
16ER1.75 ISO
16ER2.00 1SO
16ER2.50 ISO
16ER3.00 [SO

* Left Hand Insert Available ©On Request In All Sizes
* Order Code : 16ER0.50 ISO - AS5015

X

0.60
0.60
0.70
0.80
0.80
0.80

0.60
0.60
0.70
0.80
0.80
0.90
1.00
1.10
1.20

Y

0.60
0.60
0.70
0.90
1.00
110

0.60
0.60
0.70
0.90
1.00
1.20
1.30
1.50
1.60

Internal
Right Hand

11IR0.50 ISO
11IR0.75 I1SO
11IR1.00 ISO
11IR1.25 ISO
11IR1.50 I1SO
11IR1.75 ISO
11IR2.00 ISO

16IR0.50 1SO
16IR0.75 1SO
16IR1.00 ISO
16IR1.25 ISO
16IR1.50 ISO
16IR1.75 ISO
16IR2.00 I1SO
16IR2.50 ISO
16IR3.00 I1SO

X

0.60
0.60
0.60
0.80
0.80
0.90
1.00

0.60
0.60
0.60
0.80
0.80
0.90
1.00
1.10
1.10

Y

0.60
0.60
0.70
0.90
1.00
1.10

1.30

0.60
0.60
0.70
0.90
1.00
1.20
1.30
1.50
1.50
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A ASPHALT A ASPHALT

Threading Threading

UN-6Q° American UN Full Profile " W-55° Whitworth Full Profile -
(UNC / UNF / UNEF / UNS) 1\_+;>| |<7 (BSW / BSF / BSP / BSB) i\_+;>l_r_
[ 1, ! 1.C
L L
1/8P External Y _ |- External Y -
Defined By : ANSI B1. 1:74 Defined By : B.S.84:1956, DIN 259, 1SO228/1:1982
Tolerance Class : 2A/2B Tolerance Class : Medium Class A
External Internal External Internail
Pitch L IC Pitch L IC
Right Hand X Y Right Hand X Y Right Hand X Y Right Hand X Y
52 1 1/4" TER32 UN 0.60 0.80 T11IR32 UN 0.60 0.60 28 1 1/4" TIER28 W 0.60 0.70 TIR28 W 0.60 0.60
28 1 1/4" T1ER28 UN 0.60 0.70 1R28 UN 0.60 0.70 26 1 1/4" TIER26 W 0.70 0.80 TIR26 W 0.60 0.70
24 1 1/4" TIER24 UN 0.70 0.80 TIR24 UN 0.70 0.80 20 n 1/4" TIER20 W 0.80 0.90 1IR20 W 0.70 0.90
20 1 1/4" TER20 UN 0.80  0.90 TIR20 UN 0.80 0.90 19 1 1/4" TIER19 W 0.80 100 TIR1? W 0.80 1.00
18 1 1/4" T1IER18 UN 0.80 1.00 T1IR18 UN 0.80 1.00 18 n 1/4" TIER18 W 0.80 1.00 11IR18 W 0.80 1.00
16 1 1/4" TIER16 UN 0.90 1.10 11IR16 UN 0.20 110 16 1 1/4" TIER16 W 0.90 1.10 TIR16 W 0.20 1.10
14 n 1/4" TER14 W 1.00 1.20 TIR14 W 1.00 1.20
32 16 3/8" 16ER32 UN 0.60 0.60 16IR32 UN 0.60 0.60
28 16 3/8" 16ER28 UN 0.60 0.70 16IR28 UN 0.60 0.70 28 16 3/8" 16ER28 W 0.60 0.70 16IR28 W 0.60 0.70
24 16 3/8" 16ER24 UN 070 0.80 16IR24 UN 0.70 0.80 26 16 3/8" 16ER26 W 0.70 0.80 16IR26 W 0.70 0.80
20 16 3/8" 16ER20 UN 0.80 0.90 161R20 UN 0.80 0.90 20 16 3/8" 16ER20 W 0.80 0.90 16IR20 W 0.80 0.90
18 16 3/8" 16ER18 UN 0.80 1.00 16IR18 UN 0.80 100 19 16 3/8" 16ER19 W 0.80 100 16IR19 W 0.80 1.00
16 16 3/8" 16ER16 UN 0.90 1.10 16IR16 UN 0.20 110 18 16 3/8" 16ER18 W 0.80 0.90 16IR18 W 0.80 1.00
14 16 3/8" 16ER14 UN 1.00 1.20 161R14 UN 1.00 120 16 16 3/8" 16ER16 W 0.90 1.10 16IR16 W 0.90 110
13 16 3/8" 16ER13 UN 1.10 1.30 16IR13 UN 1.00 130 14 16 3/8" 16ER14 W 1.00 1.20 16IR14 W 1.00 120
12 16 3/8" 16ER12 UN 1.10 1.40 16IR12 UN 1.10 1.40 12 16 3/8" 16ER12 W 1.10 1.40 16IR12 W 1.10 1.40
11.5 16 3/8" 16ER11.5 UN 1.10 1.40 = = = 1 16 3/8" 16ER1TTW 1.10 1.50 16IRTT W 1.10 1.50
1 16 3/8" 16ER11 UN 1.10 1.50 16IR11 UN 1.10 1.50 10 16 3/8" 16ER10 W 1.10 1.50 16IR10 W 1.10 1.50
10 16 3/8" 16ER10 UN 1.10 1.50 16IR10 UN 1.10 1.50 9 16 3/8" 16ER? W 1.20 1.50 16IR? W 1.20 1.50
? 16 3/8" 16ER? UN 1.20 1.70 16IR? UN 1.20 1.70 8 16 3/8" 16ER8 W 1.20 1.70 16IR8 W 1.20 170
8 16 3/8" 16ER8 UN 1.20 @ 2.00 16IR8 UN 1.20 2.00

* Left Hand Insert Available On Request In All Sizes
* Left Hand Insert Available On Request In All Sizes * Order Code : 16ER 28W - AS5015
* Order Code : 16ER 32UN - AS5015
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Threading Threading

NPT - 60° National Pipe Threads " BSPT - 55° British -
NPTF (Dry Seail) | -
[ 1.C. x| LG
L L
o ‘11 °47' 1R0.137P
Y L~ External Y =
Defined By : USAS B2.1:1968 Defined By : B.S.21:1985
Tolerance Class : Standard NPT Tolerance Class : Standard BSPT
External Internal External Internal
Pitch L IC Pitch L IC
Right Hand X Y Right Hand X Y Right Hand X Y Right Hand X Y
27 11 1/4" TER27 NPT 0.70 0.80 11R27 NPT 0.70 0.80 28 1 1/4" TIER28 BSPT 0.60 0.60 11IR28 BSPT 0.60 0.80
18 11 1/4" T1ER18 NPT 0.80 1.00 11IR18 NPT 0.80 1.00 19 1 1/4" TER19 BSPT 0.80 0.90 T1IR1? BSPT 0.80 0.90
14 11 1/4" TIER14 NPT 0.80 1.00 TIR14 NPT 0.80 1.00 14 n 1/4" TER14 BSPT 0.90 1.00 11IR14 BSPT 0.20 1.00
27 16 3/8" 16ER27 NPT 0.70 0.80 16IR27 NPT 0.70 0.80 28 16 3/8" 16ER28 BSPT 0.60 0.60 16IR28 BSPT 0.60 0.60
18 16 3/8" 16ER18 NPT 0.80 1.00 16IR18 NPT 0.80 1.00 19 16 3/8" 16ER1? BSPT 0.80 0.90 16IR19 BSPT 0.80 0.90
14 16 3/8" 16ER14 NPT 0.80 1.00 16IR14 NPT 0.80 1.00 14 16 3/8" 16ER14 BSPT 1.00 1.20 16IR14 BSPT 1.00 1.20
1.5 16 3/8" 16ER11.5 NPT 1.10 1.50 16IR11.5 NPT 1.10 1.50 mn 16 3/8" 16ER11 BSPT 1.10 1.50 16IR11 BSPT 1.10 1.50
8 16 3/8" 16ER8 NPT 1.20 1.80 16IR8 NPT 1.20 1.80

* Left Hand Insert Available On Request In All Sizes
* Left Hand Insert Available On Request In All Sizes * Order Code : 16ER 28BSPT - AS5015
* Order Code : 16ER 27NPT - AS5015

External

Defined By : ANSI B1.20.3-1976
Tolerance Class : Standard NPTF

External Internal
Pitch L IC
Right Hand X ¥ Right Hand X Y
27 1 1/4" TIER27 NPTF 0.70 0.80 TIR27 NPTF 0.70 0.80
18 1 1/4" TIER18 NPTF 0.80 1.00 T1IR18 NPTF 0.80 1.00
14 1 1/4" TIER14 NPTF 0.80 1.00 T1IR14 NPTF 0.80 1.00
27 16 3/8" 16ER27 NPTF 0.70 0.80 161R27 NPTF 0.70 0.80
18 16 3/8" 16ER18 NPTF 0.80 1.00 16IR18 NPTF 0.80 1.00
14 16 3/8" 16ER14 NPTF 0.90 1.20 16IR14 NPTF 0.20 1.20
1.5 16 3/8" 16ER11.5 NPTF 1.10 1.50 16IR11.5 NPTF 1.10 1.50
8 16 3/8" 16ER8 NPTF 1.30 1.80 16IR8 NPTF 1.30 1.80

* Left Hand Insert Available On Request In All Sizes
* Order Code : 16ER 27NPTF - AS5015
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