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Carmex presents the new members of the Inserts
Spiral Mill-Thread product line. ISO
CarmexF & HURLHEHIFTA 57 — ﬂ%ﬁﬁ‘tﬂ%ﬁ%ﬁﬂ

e Spiral fluted toolholders hold 1 to 3 inserts. $% 72 & 7 4+ 2 £ 1-3NE 4. 7 K
e Comparatively small cutting diameters. 78 ¢ ¥t 2 - ¢4 42 #| A 42 m
e Toolholders with internal coolant bore. 7 #F A /\3(-1 Aa
e Smooth cutting operation at a high feed rate. F /& ¢ 5 ¥t 4% 4% /£ /
e Spiral design reduces vibrations and chatter. %, 5% 1% 1t 8, 9~ & b Fo 1B A 10 =15 T
e High grade surface finish. = & & #4 4o T H13 b e = ::g:;z :gg SRH13-1
e Inserts are available in MT7 Sub-Micron grade with TiAIN multi-layer coating. 10 =17 H1511.01S0
I A SMT7 # TIAIN 4 2 S o e | wsizoso
° ° 2.5 M18 H1512.51SO
Product Identification E =o [ mmiaso
Ordering Codes H17 20 =20 H1712.01SO SRH17-2
2.5 M20, M22 H1712.51SO
Toolholders T AT i

ﬂ- UN %4UN

Clamping Method Helical Cutting Diameter Number
S=Screw (Spiral) 17=17 mm of Inserts
Inserts
16 5/g, 1116 H13116 UN
H13 14 5/ H13114 UN SRH 13- 1
12 16 H13112 UN
16 34 H15116 UN
3,
L : 11208 SRH s -
Helical Cutting Diameter . Thread Profile: ibAin
(Spiral) 19=19 mm Uz iy IS0 10 7l 1 H15110 UN
UN 16 13416 H17116 UN
WHIT 14 7/, 1 H17114 UN
| = Internal BSPT Carbide Grade H17 12 s H17112 UN SRH17-2
E= External NPT 9 e H171 9UN
= eeAint NPTF 1o 12 5716 1 H19112 UN SAH 193
NPS 8 116,118 1 H191 8 UN
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BSP (G) ##4IBSP(C)% &

Same insert for internal and external thread Same insert for internal and external thread

H13 19 G 3k H13-19W SRH 13 - 1 H13 18 33 H13- 18 NPT SRH 13 - 1
H15 14 Gk H15- 14 W SRH 15 - 1 H15 14 12-304 H15- 14 NPT SRH 15 - 1
14 G 12-58 H17-14 W H17 14 1/2-34 H17- 14 NPT SRH 17 - 2
H17 11 G=1 HI7- 11 W SRH17-2
14 G3la-Tlg H19- 14 W
- % > l, Ak [y
H19 11 G271 H19-11 W SRH19-3 NPTF Z£4|INPTFf % 4 % 8 &

BSPT ##|BSPT4 % 3 %

Same insert for internal and external thread

Same insert for internal and external thread

H13 18 3g H13- 18 NPTF SRH 13 - 1
H15 14 1p-34 H15- 14 NPTF SRH 15 - 1
H17 14 o34 H17- 14 NPTF SRH 17 -2

H13 19 33 H13- 19 BSPT SRH 13 - 1

H15 14 12-3a H15- 14 BSPT SRH 15 - 1

H17 14 123 H17- 14 BSPT SRH 17 - 2

NPS £ #|NPSE 4z F it % 48 &

Same insert for internal and external thread

H13 18 3/ H13- 18 NPS SRH 13 -1
H15 14 1/2-3/4 H15- 14 NPS SRH 15 -1
H17 14 1/2-34 H17- 14 NPS SRH 17 -2
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Toolholders Spiral Mill-Thread Inserts Speed and Feed

with internal
coolant bore

—2 Selection
BBk EHHLEE

MT7 Sub-Micron Grade with Titanium Aluminum Nitride multi-layer coating (ISO K10 - K20).
This is a general purpose grade, which can be used with all materials; it should be run at
medium to high cutting speeds.

7 At

ISO Materials Chizig S,\;’.?id il
SRH13-1 H13 27 13 20 90 35 1 S13 K11
SRIASZ) bl 2 i £ 2 il i Sl i) Low and Medium Carbon Steels 145-360
*SRH17-2 H17 27 17 20 85 30 2 S17 K11
* SRH17J-2 H17 27 17 20 100 45 2 s17 K11 P | High Carbon Steels 165-255
SRH19-3 H19 27 19 20 85 30 3 S19 K11 Alloy Steels, Treated Steels 135-230
SRH19J-3 H19 27 19 20 110 55 3 S19 K11 Stainless Steels 165-245
*When using NPT, NPTF, BSPT inserts the cutting diameter D = 18 mm M Cast Steels 190-245
Cast Iron 100-220
Non-Ferrous and Aluminium 230-440
Synthetics, Duroplastics, Thermoplastics 145-590
S | Nickel Alloys, Titanium Alloys 30-115

Recommended FEED RATE: 0.05-0.15 mm

As you may note, cutting speed is shown in range terms.
In most standard cases, choosing a speed in the middle of
the range would be a good choice for a start.

For hard metals reduce cutting speed.




