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' Revolutionary newly developed
threading insert with chipformer
for internal and external machining

® FEATURES

Chip guidance for a
controlled chip flow

New grade AH740
combining highly wear
resistant PVD coating
technology with Micro-
Alloy™ tough substrate

Superposed chipformer
to realise a magnificent
chip control

ISO code pressed on
the back

® BENEFITS

® Highly economical

m Excellent process reliability and increased productivity thanks
to the unique chipformer in combination with a new grade

m Suitable for a wide range of applications including difficult to
cut materials



® STANDARD CUTTING CONDITIONS

Work material

Cutting speed (m/min)

Carbon steels, alloy steels (C45, 25CrMo4)

80~150

Stainless steels (304S15)

50~100

® CUTTING PERFORMANCE

Favourable Chip Control

' B-Type inserts
Competitors with chipformer
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Recommendation:

Long tool life and improved process safety are achieved
with single edge infeed.

® IMPROVED WEAR RESISTANCE

Infeed method: Flank infeed

Work material: Stainless steel
(304S15)

Cutting speed: vc =75 m/min

Infeed method: Flank infeed

Work material: Medium carbon
steel (C45)

Cutting speed: vc =100 m/min
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« ISO-B, Metric full-profile inserts with chipformer

18P S
il ]
. P ¢
1"-. ; ; .-}. 1"-.
._'-_.._.I' \_‘_:_ ry ."'._H .
L TS
threading shown
Insert Cat. No. Pitch Stock Dimensions (mm) Applicable
AH740| d t | R holder
16ER10ISO-B 1.0 ° 0.13
_ 16ER125ISO-B 1.25 [ ) 0.9 0.7 0.16
2| 16ER15IS0-B 15 ° 0.19
% 16ER175ISO-B 1.75 ® |95 0.22 CER DOOOO16T
5 | 16ER201SO-B 2.0 ° 1.6 12 | 025
“ [ 16ER25150-B 2.5 ° 0.31
16ER30ISO-B 3.0 ° 0.38
11NRO5ISO-B 0.5 ° 05 12 | ©.04
| 11NRO751S0-B | 0.75 ° 0.05
<1 11NR101SO-B 1.0 ° 0.08
= SNR OOOooi11o
11NR125ISO-B | 1.25 ° o a 010 | o\ROOOOOLLSC
11NR1501SO-B 15 ° 09 | o7 [ 012
=< | 1INR1751S0-B | 175 ° 0.14
& | 11NR201SO-B 2.0 ° 0.14
% 16NR10ISO-B 1.0 ° 0.08
© | 16NR1251S0-B 1.25 ° 09 | 07 | 010
16NR15ISO-B 15 ° 0.12 | SNROOOOO160
16NR175ISO-B 1.75 ® |9525 014 | SNROOOOO16SC
16NR20ISO-B 2.0 ° 16 15> | 014 | CNRODOOOILE
16NR25ISO-B 2.5 ° 0.18
16NR30ISO-B 3.0 ° 0.21




e 60-B, Partial-profile inserts (60°)
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A Stock Dimensions (mm i
g Insert Cat. No. | Pitch Number (mm) Applicable
o of threads| AH740| d t [ R holder
;g 16ERA60-B 0.5-1.5 48 -16 [ ] 0.9 0.7 0.06
° o 9.525 CER OOOOO16T
i)
ﬁ 16ERG60-B 1.75-3.0 14 -8 ® 1.6 1.2 0.22

e UN-B, Unified full profile inserts
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1l e Right hand inserts
iMP - - for external
threading shown
=
A Stock Dimensions (mm i
rd Insert Cat. No. | Pitch Number (mm) Applicable
- of threads| AH740| d t | R holder
;_E 16ER16UN-B 1.587 16 (] 0.9 0.7 0.20
0 ° CER OOOoool16T
el
a<, 16ER12UN-B 2.117 12 e 1.6 1.2 0.27
9.525
_8 | 16NR16UN-B 1.587 16 ° 0.9 0.7 011 | SNRoooooiem
23 SNR OOOO0016SC
£ | 16NR12UN-B 2.117 12 ® 16 12 0.15 CNR OOOOO16
e W-B, Whitworth full profile inserts
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A o ’ Right hand inserts
L for external
threading shown
4 Stock Dimensions (mm i
< Insert Cat. No. | Pitch Number (mm) Applicable
= of threads| AH740| d t | R holder
LE 16ER14W-B 1.814 14 [ ) 0.23
LEE’ CER OOOOO16T
aj 16ER11W-B 2.309 11 o 0.29
9.525 1.6 1.2
,_E 16NR14W-B 1.814 14 °® 0.23 SNR OOOOO160
I.E,.‘T_-! SNR OOOOO016SC
£| 16NR11W-B 2.309 1 ® 0.29 CNR OOOO016




* PROGRAM

CE - type, External toolholder (Clamp-on type,
steel shank)
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Replacement Parts
Dimensions (mm) CIan shim | Wrench
. se
Insert Cat. No. | Stock Appllcable
inserts -
hloo | [ de | m | o ﬁ@ —F
CER 1212 H16T . 12 12 12 16
16 EROOOISO-B 100
CER 1616 H16T . 16 16 22 16 20
16 ERO60-B
CER 2020 K16T . 20 20 125 20 25 CSP16 | GXE16-1 T-15F
16 EROOUN-B
CER 2525 M16T . 25 25 150 25 25 32
16 EROOW-B
CER 3232 P16T . 32 32 170 32 32 40

CN - type, Internal toolholder (Clamp-on type,

steel shank)
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oD Lead Replacement Parts
min. Dimensions (mm) le| Clamp -
] (mm) anglel ™~ et Shim | Wrench
Insert Cat. No. [Stock Appllcable
inserts -
eD|ed| f [ |1 |l2|h| b |q]|Le ﬁ:@ -.-l' T
CNR 0020 P16 . 16 NROOOISO-B| 24 |20 (14.01170| 30 (18 18.5
CNR0025R16 | o | 16 NROOUN-B | 29 |25 |16.5/200| 38 [23]22.5/15°| 1° | CSP16 | GXN16-1 | T-15F
CNR 0032 S16 . 16 NROoow-B | 37 [3220.1(250] 48 130]29.5




SN - type, Internal toolholder (Screw-on type,

steel shank)

Ab
oD ) ] Lead Replacement Parts
min. Dimensions (mm) Clam
(mm) angle | 7@mb | Wrench
Applicable
Insert Cat. No. | Stock X
inserts
oD [od| f |1+ |l2|h|b| Le % T
SNR 0010 K11 . 15 1°
SNR 0010 K11-2 . 12 6.6 | 125 | 25 2°
11INROOOISO-B 16 15 |155 CSTB-2.5 T-8F
SNR 0010 K11-3 . 3°
SNR 0013 L11 . 15 8.2 | 140 | 325 15 1°
SNR 0016 M16 . [|16NROOOISO-B 15 1°
- CSTB-3.5| T-15F
SNR 0016 M16-2 . 16NROOUN-B 19 16 (10.6| 150 | 40 15 155 20
16NROOW-B '

SN-SC - type, Internal toolholder (Screw-on type,

carbide shank)
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oD . ] Lead Replacement Parts
min Dimensions (mm) Clam
) (mm) angle soaow | Wrench
Insert Cat. No. [Stock Ar_)pllcable
inserts
o0 | od | £ | 1t | 12| n | Le % iy
SNR 0010M11-SC o 13 10 7.4 150 17 9
1INROOOISO-B 1° CSTB-2.5 T-8F
SNR 0012P11-SC . 15 12 8.5 170 20 11
16NROOOISO-B
SNR 0016R16-SC| 16NROOUN-B | 20 16 | 11.9 | 200 | 24 15 1° CSTB-3.5| T-15F
16NROCOW-B




@ PRACTICAL EXAMPLES

INTERNAL MACHINING

Work material: CrMo steel
(1717CDS110)

Thread: M22 x 1.5

Insert: 16NR15ISO-B AH740

Cutting speed: vc = 60 m/min
Cutting conditions: 7 passes
wet cutting

Results:

The existing problem of chip-recutting
caused an unexpected breakage of
the insert. The B-type insert solved
the problem by achieving an excellent
chip control and a longer tool life.

EXTERNAL MACHINING

Work material: Stainless steel
(304S15)
Thread: M30 x 1.5
© Insert: 16ER151SO-B AH740

Cutting speed: ve =100 m/min
Cutting conditions: 7 passes
wet cutting

Results:

With the use of ISO-B threading insert
an optimized chip control and a deci-
sively improved tool life are achieved.
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