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A design of chip-breakers suitable 
for most machining conditions 
As the generation, flow, rolling-up and break-up of chips is 

controlled by the insert itself, satisfactory machining results 

can be achieved in machining work-pieces of different 

materials and in applying various machining parameters. 

Inserts with finish ground teeth and a rake surface can achieve a threading operation with high precision and in 

a stable working condition. 

Single-tooth threading inserts with wiper edge 

Bringing you 

Single-tooth threading inserts with wiper edge 

Bringing you 

Reducing working procedures
The part to be threaded need not be finish machined before 

the threading operation and it can be done by the wiper edge 

making it possible for the vertex diameter to reach the desired 

dimension and for very good surface finish to be guaranteed 

as well. 

Automatic de-burring
The wiper edge of the threading insert achieves a good 

surface finish of the vertex diameter and no de-burring is 

needed after threading, overcoming the shortcoming of no 

good surface finish in the threading operation.

Excellent chip control 
A wave like chipping part is designed in the rake surface of 

the threading insert. The flowing chips during threading will 

be raised due to the chipping part resulting in the flow of 

chips along the front of the chipping part, and final formation 

is controlled making it possible for the chips to obtain a 

smaller curvature radius. 
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Chip-breakers 

Insert type Thread type 

Size of insert Pitch width

Number of teeth per cutting edge Type of cutting 

Code key for threading inserts 

60 ISO metric threads 

60 general pitch threads

55 general pitch threads 

Whitworth threads

Unified threads (American standard) 

British standard taper pipe threads 

American standard taper pipe threads

22 The inscribed circle of the insert is 12.7

16 The inscribed circle of the insert is 9.525

11 The inscribed circle of the insert is  6.35
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Insert for external threading 

Insert for internal threading 

               

Chip-breakers are indicated by P 
(P is omitted when it is metric thread)

Omni-tooth (Range of pitch indicated in numerals) 

Finish ground inserts

V-tooth (Range of pitch indicated in letters) 

Threading insertsThreading inserts
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