. GLENDOWER

GILENDOWER

QUALITY TOOLING AVAILABLE GRADES

SUPERTHREAD 1*" Choice
Multi-purpose grade for most materials.
PRECISION THREADING TOOLS Sub-micron carbide with
P ' -
4 2"? Choice AC350M
‘/ Suitable for machine materials where

GC10F wears too quickly
K-grade carbide with PVD coating TiC

g
).
oY

3rd Choice AC200M (PVD Extra)
Suitable for machining difficult Stainless Steel
and other exotic materials.

M-grade carbide with PVD coating TIALN

(\A‘QW w:;, A

K15

Suitable for machining Cast Iron, Brass, Copper
& Aluminium.

K-grade uncoated carbide + Polished finish

VH

003

Reg. No Q5112
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GLENDOWER
Common thread profiles

GLENDOWER
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SF (Systéme Frencais)
ccessively replaced by ISO

Metric Taper

Use : Grease fittings & pipe couplings
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M and UN UNJ Original Sellers & Sl
branches in mechanical industry Use : Aircraft & Space industry Successively replaced by ISO
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Whitworth

Use : Fittings & pipe couplings. Used in most
branches, also for gas, water and sewer. As

general machine thread now successively

replaced by 1SO.

b w007 P — 0,250 x D play
o =007 P — 0,259 (0, Pley— gy play

b =042 P — 02w D play
€ =0AZN P — 0,250 3, plav — gy Pl¥

Acme, truncated
Whee normal Acme is too deep

Saw-tooth thread 3

DIN 513

Use : Mechanical industry for mo

TR DIN 103 RD DIN 405
BSC (CEI) Use : Mechanical industry for motion Use : Pipe coupling fire prote
Use : Bicycle industry thansmission screws industry
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Acme Use : Control valves and in cases when it is transmission screw when the loa
Use : Acme-General is used in mechanical | important to combine a large lead with a shallow | form one direction, e.g. in presse s
industry for motion transmission screws thread. e.g. because of poor material thickness | etc.
13 14 >
s 4 A 51 :
g 1 P g - = 3
A 8 i @ g —E oef S
N = N S
[N a § . = \\: i [
. = ] 3
= =
a o =3 r < g o
& = & /
F4 /‘;'l /{5. i x| e ‘-"'{ﬁ El = —— = _4‘. -
Ba : - : ek
- = ¥ wpar 116 B
& : g : E nues2r =1 Asiy ol sorew E
= - =1
=
10 17 13
122




B ] i es

Tz

THREADING INSERTS CODE KeY

@ Top Chipbreaker
@ Secured by Coned Screw or Top Clamp
@ Located Flat in Tool Holder

16

E|l R

10

UN

. Pitch / Groove Width Thread / Groove Standard
Cutting edge length mm
Full-profile ISO =1S0, Metric
11 | 1C=6.35 mm dia W = Whitworth
16 |1C=9.52 mm dia L — 2 BSPT = Whitworth, cone
22 |1C=12.70 mm dia 0.7 1.75 !
_ < ) 0.75 20 UN =Am. Un
27 |1C=15.87 mm dia 0.8 25 NPT = |SO’ cone
1.0 3.0
1.25 3.5
TPI 24 13
External / Internal 20 12
18 11
E = External [N 16 10
N = Internal 14 9
8
Partial profile
A=0.5-1.5mm
Hand of Tool 48 - 16tpi
, AG = 0.5 - 3.0mm
R = nght - hand 48 - 8tpi
L = Left - hand G =1.75 - 3.0mm
14 - 8tpi
N =3.5-5.0mm
7 - 5tpi
Recommended Threading Passes
Pitch 05| 1 [1.25/15| 2 3 4 5 6 8
T.P.I 48 | 24 | 20 | 16 | 12 | 8 6 5 4 3
No. of Prasses | 46 | 4-8 | 59 | 6-10 | 7-12 | 9-14 {11-18|12-20|12-20|15-24
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16 ER A55 12.70 | 13.95 | 15.35 16 ER 28W 12.70 | 13.95 | 15.35
16 ER G55
5 A 16 ER 19W A 16 ER 18UN
16 ER 18W 16 ER 16UN
' 22ERN55 | 22.05|24.55 | 26.65
2 > 22 ER N55-U k" BRI k)‘ 16 ER 14UN
16 ER 14W 16 ER 13UN
16ER 12W 16 ER 12UN
27ERQ55 | 31.60|34.75 | 38.20 16 ER 11W
16 ER 10W 16 ER 11UN
16 NRA55  [12.70 [ 13.95 | 15.35 16 ER 9W 16 ER 10UN
16 NR AG55 16 ER 8W 16 ER 9UN
16 NR G55 16 ER 8UN
~ 2ERTW 22.05 | 24.55 | 26.65
9y NRNGO | 22,05 | 24.55 | 26.65 2ZER G (oS 2ERTUN | 2205 | 2455 | 26.65
22 NR N60-U OP 2ereun
A~ 2ER412W-U 22 ER 5UN
27NRQ55 | 31.60 | 34.75 | 38.20 22 ER 4W-U
ON 2 ER3420W0 27 ER 4UN 31.60 | 34.75 | 38.20
16 ER AB0 12.70 | 13.95 | 15.35 22 ER 3W-U
16 ER AG60
‘( ‘ 16 ER G60 g; EE gw 31.60 | 34.75 | 38.20 16NR24UN | 12.70 | 13.95 | 15.35
‘@ 16 NR 20UN
= gg EE “gg | 22.05 | 24.55 | 26.65 16NR28W | 12.70 | 13.95 | 15.35 @ 12 ZE 123E
- 16 NR 26W
16 NR 20W 16 NR 14UN
27ERQ60 | 31.60|34.75 | 38.20 16 NR 19W 16 NR 13UN
r \' 16 NR 18W 16 NR 12UN
16 NR A60 12.70 | 13.95 | 15.35 16 NR 16W 16 NR 11UN
12m§g§g° \ ]2 N 16 NR 10UN
) 16 NR 11W 12:&23:
22NRNGO | 2205 2455 2665 10AR 10
22 NR N60-U 16 NR 8W r 22 NR 7UN 22.05 | 24.55 | 26.65
‘y 22 NR 6UN
27NRQ60 | 3160 |34.75 | 38.20 22NR 7W 2205|2455 2665 | | (5= 22 NR 50N
22 NR 6W
ISO Metric LIRS 27 NR 4UN 31.60 | 34.75 | 38.20
]g EE ?.(7)5; S%o 12.70 | 13.95 | 15.35 r " BRI vl
16 ER 1.25 ISO O 2NRawu
22 NR 3-1/2W-U
16 ER 1.51SO Valld v
16 ER 1.75 1SO
& 16ER2.01S0 27 NR 4W 31.60 | 34.75 | 38.20
16 ER 2.5 ISO piavipin
16 ER 3.0 ISO
22ER351S0 [22.05(2455(2665| | N~ gspr
("o 22ER4.051S0 (/> 16ER14BSPT | 1270 | 13.95 [ 15.35
22ER 455150 16 ER 11 BSPT
& 22 ER 5.05 1SO
27ER551S0 |31.60|34.75 | 38.20
27 ER 6.05 ISO e
S ERE0E0 ‘@ 12 EE 1? gg;: 12.70 | 13.95 | 15.35
16 NR 0.751S0 | 12.70 | 13.95 | 15.35
16 NR 1.0 1ISO
16 NR 1.25 1SO NPT LINE PIPE
A lg NE 1'%?30 (A 16ER18NPT [1270|13.95]|15.35
O NR 20750 16 ER 14 NPT
16 NR 25 130 16 ER 11.5 NPT
16 NR 3.0 1ISO 16 ER 8 NPT
22NR351SO |22.05 | 24.55 | 26.65
_/\ 22NR4.051SO
gg HE g.gg :28 16NR 18 NPT [ 12.70 | 13.95 | 15.35
: ‘Q‘ 16 NR 14 NPT
27NR55I1SO |31.60 | 34.75 | 38.20 ‘Q dvigteig
27 NR 6.05 ISO
27 NR 8.0 1SO
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EET)NEF T Intenal Threading Boring Bars(W) Throw-Away Inserts
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KRN L
HER Right-hand shown
- 5 RTJ' Dimensions (mm) mg%ﬁ? ?}i%’: E;n):ll_ mgﬁtl% *ﬁ%
o= i J17) Screw | Wrench Shin Screw | Wrench
EDP NO. Insert D L L1 £ | dmin vy | 1o [T =\
SNR-0008K-08-S08 08NR.. 8 125 | 20 5.5 11 | MS2206A TF7
SNR-0010K-11-S10 10 125 | 25 6.5 13
1INR/L.. MS2508B TF9 — — —
SNR-0012M-11-S11 12 150 | 32 8.0 16
SNR/L-0016Q-16 16 180 | 36 10 19 [ MS3509A | TFI5
SNR/L-0020R-16 6NRIL 20 | 200 | 40 12 24
SNR/L-0025R-16 T 25 | 200 | 45 | 145 | 29 |[MS3512A| TFI5 DXN/E16 | HTM3 PL25
SNR/L-0032S-16 32 | 250 | 45 | 185 | 36

RENIINMEZ I

-

External Threading Boring Bars(W) Throuw-Away Inserts

[ SER ) =4 -
o
LB Lﬁ B
s
S j
g J
4iZf Right-hand shown
i o RTJ' Dimensions (mm) ﬂ!?é%ﬁ'? ?}i%’: %é"}:ll- E?E%ﬁ? *}i%’:
i i 717] Screw | Wrench | Shin Screw | Wrench
EDP NO. Insert H B L Hi ¢ b | =LF [ [ =\
SER/L-1212K-16 12 12 | 120 | 12 12
MS3509A | TF15 - - -
SER/L-1216K-16 12 16 120 12 16
SER/L-1616K-16 16ER/L.. 16 16 125 16 20
SER/L-2020K-16 20 20 125 20 25 | MS3512A TF15 GXE/N16 | HTM309 PL25
SER/L-2525K-16 25 25 150 25 32
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CcGT EaFAREE ] (80°ZH.) Insert For Aluminum (80° Diamond)

-
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AU “}5
= At
EDP NO. I b S d, r
CCGT 060202 - AL 6.40 6.35 238 2.80 0.2
CCGT 060202 - AL 6.40 6.35 238 2.80 0.4
CCGT 060202 - AL 9.70 9.52 3.97 4.40 0.4
CCGT 060202 - AL 9.70 9.52 3.97 4.40 0.8
CCGT 060202 - AL 12.90 1270 476 5.50 0.4
CCGT 060202 - AL 12.90 12.70 476 5.50 0.8

TCGT #rFE )R (=) Insert For Aluminum (Triangular)

badl] g

EDP Nfb : 2 . d r
TCGT 110202 - AL 11.00 635 238 2.80 02
TCGT 110204 - AL 11.00 635 238 2.80 04
TCGT 16T304 - AL 16.50 9.52 3.97 440 04
TCGT 16T308 - AL 16.50 9.52 3.97 4.40 08

DCGT AL $8FEE /) (55°FH/

) Insert For Aluminum (55° Diamond)

’ . s
@) A7 e
\"/ ! s

badl] “}5

=5 Bl

EDP NO. I D . d, r
DCGT 070202 - AL 775 635 238 2.80 02
DCGT 070204 - AL 775 6.35 238 2.80 04
DCGT 117302 - AL 11.60 9.52 3.97 4.40 02
DCGT 117304 - AL 11.60 9.52 3.97 4.40 04
DCGT 117308 - AL 11.60 9.52 3.97 4.40 08
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RCGT AL i2FE ) H (Bf?)

&

Insert For Aluminum (Circuar)

GLENDOWER

Cutting Speed recommendations : Threading

badl] g

EDP Nfb I b S d r
RCGT 0602M0 - AL - 6.00 238 2.80
RCGT 0803M0 - AL - 8.00 318 3.40
RCGT 1003M0 - AL - 10.00 318 4.00

VCGT AL §8FE ) (35°&

&

72) Insert For Aluminum (35° Diamond)

Vi

badl] g

EDP Ng}}% ! ot 2 d, r
VCGT 110302 - AL 11,10 635 318 2.80 02
VCGT 110304 - AL 11,10 635 318 2.80 04
VCGT 160402 - AL 16.60 952 476 440 02
VCGT 160404 - AL 16.60 952 476 440 04
VCGT 160408 - AL 16.60 9.52 476 440 08
VCGT 160412 - AL 16.60 9.52 476 440 12
VCGT 220530 - AL 2210 1270 556 550 30
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M ateri als HBN GC10F | AC350M AC200M K15
Cutting Speed Vc = M/min
Carbon Steel ¢ =0.10-0.25% 125 185 220 220
¢ =0.25-0.55% 150 155 185 185
¢ = 0.55-0.80% 170 145 175 175
Low Alloy Steel Non-Hardened 180 125 150 150
Hardened & Tempered 275 95 110 110
Hardened & Tempered 350 75 90 90
High Alloy Steel Annealed HSS 200 110 130 130
Hardened Tool Steel 325 80 95 95
Steel Casting Unalloyed 180 200 240 240
Low-Alloy 200 110 132 132
High-Alloy 225 110 132 132
Manganese Steel 250 35 40 40
Stainless Steal Free Machining 200 170 200 200 115
Bars / Forged Non - Hardened 200 130 150 150 90
Ferritic / Martensitic PH Hardened 330 90 110 110 65
Hardened 330 85 100 100 65
Stainless Steal Free Machining 200 140 170 170
Bars / Forged Austenetic 180 130 155 155
Austenitic PH Hardened 330 80 95 95
Super Austenetic 200 70 80 80
Stainless Steal Non-weldable ¢ > 0.05% 230 95 110 110 80
Bars / Forged /Austenitic | Weldable ¢ > 0.05% 260 75 90 90 60
Ferritic (Duplex)
Stainless Steal - Cast | Non Hardened 200 90 110 110 65
Ferrritic / Martensitic Hardened 330 65 80 80 50
Stainless Steal - Cast | Austenetic 200 85 110 100
Austenitic PH Hardened 330 60 70 70
Stainless Steal - Cas Non-weldable ¢ > 0.05% 200 85 100 100 70
Austenitic / Ferritic Weldable ¢ > 0.05% 300 65 75 75 50
(Duplex)
Heat Resistant Alloy Annealed Lorn Based 230 45 50 50
Aged 260 30 35 35
Annealed 250 20 20 20 20
Aged - Nickel based 350 15 15 15 15
Cast 320 10 10 10 10
Annealed 200 20 20 20
Aged - Cobalt based 300 15 15 15
Cast 320 10 10 10
Titanium Alloys Commercially Pure 99.5% TI 140 170 110 12
Malleable Cast Lorn Ferritic Short chipping 130 135 160 160 85
Ferritic long chipping 230 100 20 20 70
Grey Cast lorn Low tensile Strength 130 130 155 155 100
High Tensile Strength 230 110 130 130 50
Nodular SG lorn Ferritic 160 125 150 150 100
Pearlitic 230 90 110 110 50
Aluminium Alloys Cold Worked, non aging 60 1400 1400 1400 500
Wrought, Wrought & Aged 100 490 450 450 450
Aluminium Alloys Cast, non aging 75 455 455 455 455
Cast or cast & aged 90 280 280 280 250
Aluminium Alloys Cast Si 13-15% 130 245 295 295 210
Cast Si 16-22% 130 245 295 295 210
Copper & Free Cutting > 1% Pb 110 420 500 500 370
Copper Alloys brass, leaded bronze < 1% Pb 90 245 245 245 210
Bronze, non-leaded copper 150 175 175 175 150

Electrolytic Copper
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