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One head, the whole programme.

Metrik, in¢, Whitworth ve boru dis standartlari tek gévdede; ol¢u
gecisi makara degisimiyle.

Metric, inch, Whitworth and pipe thread standards in one body; changing size
is a matter of changing the rolls.
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M 2,6 — M 250 - standart program M 2,6 — M 42 - daha buiyik caplar 6zel aparatla
M 2.6 — M 250 - standard programme M 2.6 — M 42 - larger diameters with a special head

19 GOVDE 14 DiS STANDARDI M2,6-M250 HATVE:-P0,45-10mm Rt25-1pm
14 THREAD STANDARDS M 2.6 — M 250 PITCH - P 0.45 - 10 mm Rt2.5—-1pum
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l Dis acmada verimlilik ve kalite Q vass
VABS'’s proposal for improved quality and productivity Ultimate precision.

OZELLIKLER

Dis, bir baglanti elemaninin en ¢ok yik tasiyan bdélgesidir. Bu bodlgenin hangi yontemle
Uretildigi; cevrim siresini, hammadde tiketimini ve baglantinin yorulma dayanimini ayni
anda belirler. VABS'In ovalama programi bu t¢ bashgi tek islemde iyilestirir.

The thread is the most heavily loaded zone of a fastener. The method by which this zone is produced
determines the cycle time, the raw-material consumption and the fatigue strength of the joint at the same
time. The VABS rolling programme improves all three in a single operation.

OVALAMA TEKNOLOJiSi Thread rolling APARAT PROGRAMI Head programme

Metrik dis profilt—~yanak agisT 66— is-trsttrve dis dib-R 0,2 mm

Talas kaldiriimaz. Dis, malzemenin soguk sekil degistirmesiyle Katalogda M 2,6 — M 42 arasi 19 gdvde ve varyant tablolanmistir;
olusur; tane yapisi dis dibinde sikisir. Dis bolgesinde sertlik %10 —  program daha genistir. Ayni gdvde; metrik, ing, Whitworth ve boru
%30 artarken ylizey purtzluluga Rt 1 um’ye kadar iner. dis standartlarini kapsar, 6l¢u gecisi makara degisimiyle yapilr.

(- 26] 7]

No material is removed. The thread is formed by cold deformation of the The catalogue tabulates 19 bodies and variants from M 2.6 to M 42; the
material and the grain structure is compressed at the root. Hardness in the programme is wider. One and the same body covers metric, inch, Whitworth
thread zone rises by 10 — 30% while the surface roughness falls to as little as and pipe thread standards, and a change of size is made by changing the rolls.
Rt1pm. p.12p. 14 p. 26 p. 27

UYGULAMA DESTEGI Application support

TAMAMLAYICI GRUPLAR Complementary groups

Tornalama, havsa agma ve tegetsel ovalama gruplari; ovalama Parca, malzeme ve tezgéh bilgisine gore govde ve makara secimi

oncesi ¢cap hazirhgi ile pah kirma islemini ayni tezgahta tamamlar.  yapilir; standart digi geometriler igin 6zel aparat tasarlanir.

Turning, chamfering and tangential rolling groups; they complete the blank The body and rolls are selected from the part, material and machine data;
preparation and the chamfer on the same machine. p. 16 special heads are designed for geometries outside the standard programme. p.
25 p. 50
Uretim suresinde tasarruf dis sertliginde artis um yiizey purtzlalagu govde ve varyant
time saving hardness increase surface roughness bodies and variants - RH / LH

Katalog nasil kullanihr — Siyah rozet m ilgili sayfaya gétirir. OZELLIKLER bélumii yéntemi ve segim mantigini, OLGULER bolimii
govde kapasitelerini, UYGULAMA boélimu hazirlik, kullanim ve bakim bilgisini verir.

How to use this catalogue — A black badge p. 0 takes you to the relevant page. FEATURES section explains the method and the selection logic, DIMENSIONS
section gives the body capacities, APPLICATION section gives the preparation, operating and maintenance data.
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l Uretim, kalite ve belgeler 0 vass

Manufacturing, quality and certificates Uliimate precision.

Veysel Kitukli Makina Sanayi ve Ticaret A.S., ovalama aparatlarini
istanbul Sancaktepe’deki tesisinde uretir. Gévde isleme, makara
taslama, 1sil islem ve montaj tek cati altinda yurdtulir; her aparat
sevkiyat dncesi dis profili ve tekrarlanabilirlik agisindan kontrol edilir.
Veysel Kutikli Makina Sanayi_ve Ticaret A.S. produces its thread rolling heads at
its own facility in Sancaktepe, Istanbul. Body machining, roll grinding, heat

treatment and assembly are carried out under one roof; every head is checked for
thread profile and repeatability before dispatch.

VABS manufactures its thread rolling heads at its own facility in Istanbul.
Body machining, roll grinding, heat treatment and assembly are carried out
under one roof.

URETIM ADIMLARI Production steps

Govde isleme  CNC torna ve isleme merkezlerinde gévde ve kafa grubu
Body and head group on CNC lathes and machining centres

Isil islem Asinmaya maruz ylizeylerde sertlestirme
Hardening of wear-exposed surfaces
Makara Dis profiline gore set halinde profil taglama
taslama Profile grinding as a set, to the thread profile
. . . . . Sabit ve doner sistem aparatlar
Montaj Kafa grubu, ayar mekanizmasi ve tetikleme sisteminin Stationary and rotar roIIirF: heads
birlestiriimesi Y y rofing

Assembly of the head group, setting mechanism and trip system

Kontrol Dis profili, ovalama capi ve tekrarlanabilirlik kontrold;
kayitlar aparat koduyla saklanir
Inspection of thread profile, rolling diameter and repeatability; the
records are filed under the head code

SERVIS VE YEDEK PARCA Service and spare parts
Makara temini Aparat revizyonu  Uygulama destegi
Roll supply Head revision Application support
Asinan setlerin ayni Kafa grubu ve ayar Hazirlik capi ile devir—
govde icin yenilenmesi; mekanizmasinin kontrolli,  sogutma degerlerinin
6lcu degisiminde yeni set.  asinan pargalarin belirlenmesi.

degi§imi. Determination of the blank
Renewal of worn sets for the Inspection of the head group diameter and the speed and
same body; a new set for a and setting mechanism, coolant data. p. 50
change of size. p. 60 replacement of worn parts.

Vida ovalama rolesi
Thread rolling roll

MAKARADA KONTROL EDILEN DEGERLER
VALUES CHECKED ON THE ROLL

Dis profili Yanak agisi ve dis dibi yaricapi
Flank angle and root radius

Boliim dairesi  Parganin dis 6lctisini belirler

capi Determines the thread size of the part

Makara Ovalanabilen dis boyunu belirler

genisligi Determines the thread length that can be
rolled

Salgi Delik ekseni ile dis profili arasinda

es merkezlilik
Concentricity between the bore axis and
the thread profile

Set uyumu Makaralar numarali; daima takim
halinde
The rolls are numbered; always as a set

QVABS vabs.com 3
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Katalog ti¢ bolimden olusur. @ZELLIKLER yontemi, aparat tiplerini ve secim mantigini; OLGULER her gévdenin kapsadigi dis
standartlarini ve 6lci tablolarini; UYGULAMA hazirlik capi, ovalama degerleri, bakim ve emniyet bilgisini verir.

The catalogue has three sections. FEATURES the method, the head types and the selection logic; DIMENSIONS the thread standards each body covers and the
dimension tables; APPLICATION covers blank diameter, rolling data, maintenance and safety.
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A2N.LR.-M6-10 33 Operation, setting and maintenance
B serisi - M 8 — 36 34 :
B series - M 8 — 36 Sorun giderme 56
Dis toleransi, kalite ve dl¢iim 58
B-IN.R.-M8-16 34 Tolerance, quality and inspection
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B-1D.N.LR.-M8-16 37 Emniyet talimatlari 62
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C series - M 14 — 42
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C-2D.N.R.- M 14 — 30 45 Register sheet - continued
C-2D.N.iR.-M 14— 30 46 Uya_rllar, telif ve iletisim arka kapak
Cautions, copyright and contact
A Dikkat — Ovalama, talas kaldirmadan malzemeyi sekillendiren bir Sayfa sekmeleri — Sayfa kenarindaki dikey ray,

bulundugunuz bélimii gésterir: OZELLIKLER - A
SERISI - B SERISI - C SERISi - UYGULAMA - BILGI.
Page tabs — The vertical rail at the edge of the page shows the

section you are in: FEATURES - A SERIES - B SERIES - C
SERIES - APPLICATION : INFORMATION.

yéntemdir. Ovalama dncesi ¢ap, bitmis dis ¢apindan kugik tutulmalidir.
Yanlis hazirlik ¢api dis profilini bozar ve makara 6mrinu kisaltir. Hesap

yoéntemi ve kilavuz degerler igin m Olgu talebi igin m

Caution — Rolling is a method that forms the material without removing chips. The blank
diameter must be kept smaller than the finished thread diameter. A wrong blank diameter
distorts the thread profile and shortens roll life. For the calculation method and the guide
values see p. 50, for a dimension request p. 25.

BOLUM REHBERI Section guide

OZELLIKLER - 5.2 - 25
FEATURES - p. 2 - 25

Yontem, aparat tipleri, segim
akisl, kod sistemi ve talep
formu.

Method, head types, selection flow,
code system and enquiry form.

OLCULER - s. 26 — 47
DIMENSIONS - p. 26 — 47
Kapasite 6zeti, kapsam matrisi
ve govde Ol¢u tablolari.

Capacity overview, coverage matrix
and body dimension tables.

UYGULAMA - s. 48 — 63

Hazirlik capi, ovalama
degerleri, kullanim, sorun
giderme, 6lciim ve emniyet.
Blank diameter, rolling data,
operation, troubleshooting, inspection
and safety.

BiLGI - s. 64 — 68
INFORMATION - p. 64 — 68
Terimler, dontisiim tablolari,
alfabetik kod indeksi ve iletigim.

Glossary, conversion tables,
alphabetical index of codes and
contact details.
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Standart program, M 2,6 — M 42 araligini kesintisiz kapsar. Renkli cubuk her gévdenin metrik 6lgi araliini, sagdaki numara 6lgu
sayfasini gosterir. Siyah ¢ubuklar B serisini ayirt eder.

The standard programme covers M 2.6 — M 42 without a gap. The coloured bar shows the metric size range of each body and the number on the right gives the
dimension page. The black bars distinguish the B series.

A-001 s.29
A-01 s. 30
A1 .31
A2 .32
A-2N.i.R. s.33
B-1NR. s34
B-1D.NR .35
B-1 N.i.R. s.36
B-1D.N.i.R. s.37
B-2N.R .38
B-2D.NR .39
B-2 N.L.R. s. 40
B-2 D.N.L.R. s. 41
B-3NiR. s. 42
C2NR. .43
C2NiR. .44
C-2D.N.R. s.45
C-2D.N.i.R. M 14 — 30 s. 46
C-3N.R. s. 47
M 2,6 M 6 M 12 M 20 M 30 M 42

ASERIES - M 2.6 - 10 B SERIES - M 8 — 36 C SERIES - M 14 — 42

Kuguk cap ve hassas parca programi. BA ve Genel amagli orta 6l¢u programi. Kalin dis igin Buyuk ¢ap programi. Boru ve yuvarlak dis
BSW dahil genis bir in¢ kapsami sunan dort N.R., ince dis igin N.I.R. varyanti kullanilir. kapsamiyla M 42 x 4,5 élgustine kadar calisir.
govdeden olusur. [EFE
Programme for small diameters and precision parts. It General-purpose medium-size programme. The N.R. Large-diameter programme. With its pipe and round
comprises four bodies offering wide inch coverage variant is used for coarse threads and the N.I.R. variant thread coverage it works up to M 42 x 4.5. p. 43
including BA and BSW. p. 29 for fine threads. p. 34
VARYANT KODLARI Variant codes PROGRAM SINIRLARI Programme limits
N.R. Kalin dis agirhkl program; belirli 6lgulerde ince dis Cap araligi M 2,6 — M 250 (0zel aparatlar dahil)
de kapsar M 2.6 — M 250 (special heads included)
Coarse-thread biased programme; it also covers fine
threads in certain sizes s 0,45-10 mm
: . araligi - P
N.LR. Ince dis agirlikli program; belirli élgtilerde kalin dis
de kapsar . "
Fine-thread biased programme; it also covers coarse Katalogdaki 19 govde ve varyant - M 2,6 - M 42
threads in certain Si‘;esg ' govde her gévde sag ve sol dis olarak uretilir
M 2.6 — M 42 every body is produced for right- and
D.N.R. - Doner yuritmeli gévde; kalin ve ince dis varyantlar left-hand thread
D.N.LR. Rotary-drive body; coarse and fine thread variants Dis standartlari M, MF, UN, UNC, UNF, UNEF, BA, BSW, BSF,
1K /2K Makara giris (agizlama) kademesi [} BSFS, G, Rd, NPT, NPTF
Rolllead p. 8 Makara RAA-RGE ovalama - Smoothing parlatma
programi

QVABS vabs.com 6



Aparat secim akisi O vass

o
. ) - w
Selection flow Ultimate precision. .
=
1 - Dis olciisuinii belirleyin Determine the thread size HIZLI SECIM Quick selection i
Metrik 6lcl icin kapasite merdivenine m, in¢ ve boru disleri igin O
kapsam matrisine [CHA@ bakin. . : .
Size Suitable bodies Page
For a metric size see the capacity ladder p. 6, for inch and pipe threads see the
coverage matrix p. 27 see. M26-4 A-001 18
2 - Standardi dogrulayin Confirm the standard AlE= A0 19
Ayni 8lgi birden fazla gévdede bulunabilir. Kalin dis (M, UNC, BSW)ile ~ M5-8 Al 20
ince dis (MF, UN, UNEF, BSFS) programlari farkli varyantlarda toplanir. M6-10 A-2 21
The same size may be available on more than one body. Coarse thread (M, UNC, M8 -16 B-1 N.R. - B-1 N.i.R. 23.25
BSW) and fine thread (MF, UN, UNEF, BSFS) programmes are grouped in different .
variants. M 12 - 22 B-2N.R.- B-2N.i.R. 2729
A < . . . M 14 - 30 C-2N.R.-N.L.R. - D.N.R. 26-28
3 - Tezgahi ve baglantiyi secin Machine and mounting .
e . R M 16 - 36 B-3 N.I.R. 31
Parcanin dondigu uygulamalarda sabit aparat, aparatin dondugu
uygulamalarda déner sistem aparat kullanilir . L) = C-3NR. 36
A stationary head is used where the part rotates and a rotary head where the head M 42 - M 250 Ozel aparat - talep tizerine 14
rotates p. 15. Special head - on request

4 - Ovalama 6ncesi ¢api hesaplayin Pre-roll diameter
Cap; malzemeye, mukavemete ve et kalinligina gére belirlenir. Formil

ve kilavuz degerler m

The diameter is determined by the material, the strength and the wall thickness. For
the formula and the guide values see p. 50.

5 - Ovalama degerlerini belirleyin Cutting data

Malzeme grubuna gére kesme hizi, devir ve sogutma dizeni segilir

=

Cutting speed, spindle speed and coolant arrangement are selected by material group
p. 52.

6 - Olcii sayfasini kontrol edin Check the dimension page
Secilen gévdenin 6l sayfasinda ilgili standart tablosunun bulundugunu

dogrulayin .

Confirm that the table for the relevant standard appears on the dimension page of the
chosen body p. 29 — 47.

Gok makarali biiyiik cap aparati - C-6 N.R.O

Her iki varyant da belirli 6l¢tlerde hem kalin hem ince dis kapsar; agirlk Multi-roll large capacity head - M 85 — 115

noktasi N.R. varyantinda kalin, N.I.R. varyantinda ince dis tarafindadir.
Ayrinti icin kapsam matrisi .

Both variants cover coarse and fine threads in certain sizes; the emphasis lies on
coarse threads in the N.R. variant and on fine threads in the N.I.R. variant. For detail
see the coverage matrix p. 27.

DOLU PARCA BORU PARCA FATURALI PARCA
SOLID PART TUBULAR PART SHOULDERED PART
Hazirlik ¢api h9 veya + 0,02 mm toleransta Et kalinigi sinir degerin altindaysa i¢ dayama Dis kagis boslugunun uzunlugu ve cap! talep
hazirlanir; pah 15° - 30°. gerekir [ formunda bildirilir [EEE]
The blank diameter is prepared to h9 or + 0.02 mm; If the wall thickness is below the limit, a mandrel is State the length and diameter of the thread run-out
chamfer 15° —30°. required p. 50. clearance on the enquiry form p. 25.
SECiM ORNEKLERI Worked examples
Talep Not
Head body Blank diameter

M10x1,5- dolu-C45 A-2 d, 9,026 - = Kalin dis; RAA-RGE ve parlatma programi mevcut

9.06 Coarse thread; RAA-RGE and smoothing programme available
MF 20 x 1,5 - dolu - B-2 N.i.R. A artar, ilk ince dis varyanti; kisa dis sinirt 19 mm
42CrMo4 B parcada Fine thread variant; short thread limit 19 mm

dogrulanir

Aincreases; verify
on the first part

G 1/2" - 14 - boru - B-1 N.i.R. Et kalinligina Sinir degerin altindaysa i¢ dayama gerekir
St37 s. 36 gore Below the limit a mandrel is required

According to wall

thickness
M 36 x 4 - dolu - C45 C-3N.R. d, 33,402 - = Blylik cap programi; tezgah rijitligi kritik

33,44 Large-diameter programme; machine rigidity is critical

QVABS vabs.com 7
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Kod numarasi sistemi

Code number system

) vaBs

Ultimate precision.

C N.R.

Alan
Value

1- Seri A-B:-C

2 - Govde 001-01-1-2-

olcusi 3

3-Varyant N.R.-N.L. -
N.LLR. - N.l.L. -
D.N.R. - D.N.L.

Ornek - Example

Aparat kodu U¢ alandan olusur. Siparis verirken koda ek olarak dis 6lclsi, hatve ve standart bilgisi de belirtiimelidir.
The head code consists of three fields. When ordering, the thread size, pitch and standard must be stated in addition to the code.

C-2 N.R. - M 20 x 2,5 — C serisi, 2. govde o6l¢isu, kalin dis agirhkl varyant

Meaning

Govde buyukluk sinifi. A
kuglk, B orta, C buyik cap
programidir.

The size class of the body. A is the
small, B the medium and C the
large-diameter programme.

Seri icindeki gévde numarasi;
numara biytdikge kapasite
artar.

The body number within the
series; the higher the number, the
greater the capacity.

Harfler sirayla gévde tipini, dis
programini ve dis yonini —
sag (R) veya sol (L) dis —
gosterir.

The letters give, in order, the body
type, the thread programme and
the thread direction — right-hand
(R) or left-hand (L) thread —
indicates.

N normal gévde - D déner yiritmeli - | ince dis agirlikh program - R

sag dis - L sol dis

orn. A-1 N.R. - B-1 N.i.R. - B-2N.L. - C-2 D.N.R.
N standard body - D rotary drive - | fine-thread biased programme - R right-hand

thread - L left-hand thread C-2 D.N.R.

QVABS vabs.com 8

Dis yonii — Sol dis ayr uretilen bir gévdedir. Sipariste
bildiriimezse sag dis sevk edilir.

Direction — A left-hand thread is a separately produced body. If it is not stated
in the order, a right-hand thread is dispatched.

MAKARA GIRiS KADEMESI Roll lead - 1K — 4K

1K -b=1,75x P - girig disi R 0,8
1K -b=1.75x% P - lead tooth R 0.8

2K - b=2,75 x P - giris digleri R
0,8-0,5
2K-b=275xP - lead teeth R 0.8 - 0.5

b — makaranin alin yuziinden ilk tam disin eksenine olan mesafe. Giris
boélgesindeki disler tam yukseklige kademeli ulasir; bu disler parcada tam
profil olusturmaz. P hatvedir; 2K giriste bir hatve daha uzundur. Profil
acisi dis standardina goredir (metrik ve UN diste 60°, BSW / BSF diste
55°); dis dibi ve tam dis tepesi R 0,2, giris dislerinde 1K'da R 0,8, 2K'da R
0,8 -0,5mm.

b — from the face of the roll to the axis of the first full thread. In the lead zone the teeth
reach full height progressively; these teeth do not form a full profile on the part. P is the
pitch; with a 2K lead it is one pitch longer. The profile angle follows the thread standard

(for metric and UN threads 60°, for BSW / BSF threads 55° ); the root and the full crest
R 0.2, on the lead teeth with 1K R 0.8, with 2K R 0.8 — 0.5 mm.
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v Code number system Q vass
3 devam - continued Ultimate precision.
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0o dl% s 5l 00 A Dikkat — Makara setleri gdvdeye ve dis 6lglisiine 6zeldir.
0,5 0,875- 1,375 15 2625- 4,125 - Farkli bir dis dlctisiine gecilirken gévde ayni kalsa da yeni
.034" .054" .103" 162" - P L
makara seti gerekir. Dis dlglsu belirtiimeyen siparisler sevk
08 14-.055" 22-.087" 2  35-.138" 55-.217 edilemez.
1 1,75-.069" 2,75-.108" 3,5 6,125- 9,625 - Caution — Roll sets are specific to the body and to the thread size. When
241" 379" changing to a different thread size the body stays the same but a new roll set

is required. Orders that do not state the thread size cannot be dispatched.

Kilavuz degerler: by = 1,75 X P - by = by + P (mm | ing). Zor iglerde

3K ve 4K girigler talep uzerine.

Guide values: b1K = 1.75 x P - b2K = b1K + P (mm | inch). For demanding work 3K and
4K leads on request.

SIPARISTE BELIRTILECEKLER

Information required w

A Aparat kodu A Dis boyu
Head code Thread length
orn. C-2 N.R. kisa dis programinda sinir
e.g. C-2N.R. degerler gecerlidir
A Dis olclisii ve hatve in thg §hort thread programme
Thread size and pitch the limit values apply
orn. M 20 x 2,5 A Malzeme ve mukavemet
e.g.M20x2.5 Material and strength
A Dis standard ovglama oncesi ¢capl
M, MF, UN, UNC, UNF, belirler _
UNEF, BA, BSW, BSF, determines the blank diameter
BSFS, G, Rd, NPT, NPTF A Parca tipi ve tezgah
Part type and machine
dolu / boru - sabit / déner
sistem
solid / tube - stationary / rotary
system
Standart
Order code Thread Lead Description
A-2-M8x1,25- 1K M 8 x 1,25 M 1K Kuguk cap - metrik kalin dis
Small diameter - metric coarse thread
B-1N.L.- M 12 x 1,75 - 2K M 12 x 1,75 M 2K Orta 6l¢u - kalin dis - sol
Medium size - coarse thread - left-hand
C-2N.R.-M14-30-1K M 14 - 30 M 1K Buyuk ¢ap - kalin dig

Large diameter - coarse thread

QVABS vabs.com 9



Isimlendirme sistemi 0 vass

Type designation Ultimate precision.

OZELLIKLER

Kod, aparati tarif eder: aile - gévde 6lgiisii - varyant. U¢ parca okundugunda
aparatin hangi seriden oldugu, hangi ¢capi kapsadigi ve hangi dis tipine hazirlandigi
bellidir.

The code describes the head: family, body size, variant.

Aile Govde olclisi Varyant
Govde ailesi: A-B-C-F-VUP - VRN Aile icindeki govde blyuklugu; cap Tahrik, yon ve dis tipi harfleri —
-VT-TH araligini belirler asagidaki tablo
Body size within the family; defines the Drive, hand and thread type letters — see the
diameter range table below

KATEGORILER Categories

VARYANT HARFLERI Variant letters

Kategori Ne demek

Harf
Meaning

Sabit Makaralar elle acilir — tek parca ve bakim isi
N Standart dis Fixed Rolls are opened by hand — single parts and maintenance
Standard thread work
R Sag dis Otomatik  Dis sonunda kendiliginden agilir — seri tretim
Right-hand thread Automatic Opens automatically at the end of the thread — volume
. production
L Sol dis
Left-hand thread Ozel VUP - VRN - INOV - TR - VT - teleskobik payanda
. ] Special
| Ince dis
Fine thread Tornalama TH serisi — ovalama dncesi ¢ap hazirlig
Turning TH series — blank diameter preparation before rolling
T Trapez dis
Trapezoidal thread
. " . Okunus dérnegi. B-2 D.N.I.R. — B ailesi, 2 numarali gévde,
(0] Ozel dis

otomatik agilan, standart ince sag dis. Ayni gévde B-2 D.N.i.L.
kodu ve sol dis makara takimiyla sol dis acar.

D Stlcf)matlk. (gerltdO?u$llé) gOVde Worked example. B-2 D.N.I.R. — B family, body size 2, self-opening,
elf-opening (retracting) body standard fine right-hand thread. The same body with the code B-2 D.N.i.L.
and a left-hand roll set produces a left-hand thread.

Special thread

Harfler birleserek okunur: N.I.R. = standart, ince, sag dis.

The letters are read in combination: N.I.R. = standard, fine, right-hand thread.

KOD ORNEKLERI Worked examples
A-1 B-2 D.N.I.R. C-3 N.R.

A ailesi - 1 numarall gévde - sabit - B ailesi - 2 gdvde - otomatik - standart C ailesi - 3 govde - sabit - standart sag
standart sag dis ince sag dis dis

A family - body size 1 - stationary - standard B family - body size 2 - self-opening - standard C family - body size 3 - stationary - standard
right-hand thread fine right-hand thread right-hand thread

VT.27 TH 60 F-23Vv

Tegetsel catal govde - M 6 — 42 Tornalama bashgi - M 30 — 35 F ailesi - 6zel gdvde - VUP grubuna
Tangential fork body - M 6 — 42 Turning head - M 30 — 35 gegi$

Aparat secim akisi, kod okunusu ve talep formu

Head selection flow, reading the code and the enquiry form

QVABS vabs.com 10



Parca kademesi ve fatura boslugu O vass

Shoulder and thread run-out clearance Ultimate precision.

Faturaya dayanan dislerde makaranin alin yizi faturaya temas edemez; bu nedenle dis, fatura yiizeyine kadar tam profilde ¢cikmaz. Aradaki bosluk e,
makaranin giris kademesini m ve yaklasma payini kapsar. Bosluk yetersizse makara faturaya ¢arpar, dis boyu tutturulamaz; gereginden blyuk
birakilirsa disin taslyici boyu kisalir. Faturasi olmayan parcalarda dis serbestce ¢ikar, bosluk gerekmez.

On threads running up to a shoulder the face of the roll cannot touch the shoulder, so the thread is not produced in full profile right up to the shoulder face. The clearance between them
e, the lead of the roll p. 8 and the approach allowance. If the clearance is insufficient the roll strikes the shoulder and the thread length cannot be held; if it is left larger than necessary
the load-bearing length of the thread is reduced. On parts without a shoulder the thread runs off freely and no clearance is needed.

! } Roll - 1K lead
1 —— MAKARA - 1K

1 FATURALI PARCA

Shouldered part

4
,,,,, 30°x 3
giris pahi @ 10,55 - lead chamfer
o
Q
DETAY A
—9 Detail A - 6lgek 5:1
RO0,2
dis Ustl - crest
A

Fatura ylizeyi — — Tam profil
Shoulder face Full profile

R 0,2

dis dibi - root

— Eksik profil - 1K giris

Incomplete thread - 1K lead

FATURA BOSLUGU KURALI

Run-out clearance rule

2 - FATURASIZ PARCA

Shoulder-free part

L - =30 L e=25xP
| |
} } P e P e
T 1 2,5 2 5
1,25 3,13 235 6,25
< 15 3,75 3 7,5
bt
|- —
- olgtiler mm
Q

* Makara alin yiizii faturaya en gok 1 mm yaklasir.

¢ 2K giriste giris kademesi bir hatve uzar; bosluk
buna gore buyutdldr.

* Faturasiz par¢ada bosluk gerekmez.

Serbest cikis - fatura boslugu gerekmez
Free run-out - no clearance required

Ornek: M 14 x 2 - fatura @ 30 - hazirlik gapi do = 12,70 | e - fatura boslugu = 2,5 x P - I, - dig boyu - giris pahi 30°, dis dibi capinin 1 mm altina
Profil 60° - dig dibi ve dis Usti R 0,2 - hs =0,6134 x P = 1,227 | Olculer mm - dlgek 1:1

A Fatura boslugu e
Run-out clearance e
fatura ylizeyi ile tam profilin basladigi kesit arasi
between the shoulder face and the section where the full profile begins

A Dikkat — Faturaya dayanan dislerde dis kagis boslugu, dis boyu ve
cap ile birlikte sipariste bildirilir m Makara giris kademesi 2K veya
daha biytkse bosluk da buna goére artirihr.

Caution — For threads running up to a shoulder the run-out clearance is stated in the
A Di$ boyu l» order together with the thread length and the diameter p. 50. If the roll lead is 2K or
longer, the clearance is increased accordingly.

Thread length I,

tam profil boyu; fatura boslugu bu boya dahil degildir ) i
full profile length; the run-out clearance is not included in this length Tegetsel sistem — Makara mesafeg yeterl.l oldugundé, tezgahin
uygunluguna gore tegetsel aparat sistemleri kullanilabilir .

Tangential thread rolling heads — Where the roll distance is sufficient. tangential head

Vead chémfer systems can be used depending on the suitability of the maw° VABS vabs.com 11
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Neden ovalama?

Why thread rolling?

@ vaBs

Ultimate precision.

A Zaman kazandirr YONTEM KARSILASTIRMASI Method comparison

Saves time
Talash yonteme gore Uretim siresinde %90’a varan tasarruf; Kriter _ _
islem saniyeler icinde tamamlanir. VAT G el
Savings of up to 90% in production time compared with cutting; the operation ~ Islem suresi Dakikalar Saniyeler
is completed in seconds.
A Mevcut tezgahta calisir Talas Olusur Olusmaz
o ; Occurs Does not occur
Runs on the existing machine
Ayri bir ovalama tezgahi gerekmez; torna, CNC torna ve Tane yapisi Kesilir Sekillenir, sikisir
. .. . Formed, compressed
otomatlarda, sabit ya da déner sistemde kullanilr.
No separate rolling machine is needed; the head runs on lathes, CNC lathes Dis sertligi Referans 3/610 '0%30 artig
and automatic lathes, in a stationary or rotary system. %10 — %30 increase
A Malzeme kullanimini azaltir -
] Yuzey Rt 25-6,3 um 25-1pm
Decreases material usage
Talas olusmaz; dis, malzemenin sekil degistirmesiyle olusur. -
) ) ] Hammadde Daha yiksek Tasarruf
No chips are produced; the thread is formed by deforming the material. Higher
A Uretim kalitesini artirir Yorulma Referans Dis dibinde basi gerilmesi
Increases production quality dayanimi Compressive stress at the root
Tane yapisinin sikismasiyla dis bélgesinde sertlik %10 — %30
artar, yizey parazl0laga doser. TALASSIZ SOGUK SEKILLENDIRME  TEK GEGIS

Compression of the grain structure raises the hardness in the thread zone by CHIPLESS
10 — 30% and lowers the surface roughness.

DiS BOLGESINDE SERTLIK ARTISI

COLD FORMING SINGLE PASS

Increased hardness in the thread zone

P-adim

dis derinligi

Metrik dis profili

detric thread profile
Metrik dis profili Talas kaldinlarak acilan dis
60° yanak acisi - R 0,2 mm Cut thread — tane yapisi kesilir
Metric thread profile R 0.2 mm Cut thread — the grain structure is severed

Ovalama; dis yanaklarini ve dis dibini sikistirarak tane yapisini dis formuna gore
yeniden yonlendirir. Talagli yontemlerle kiyaslandiginda dis bolgesindeki sertlikte
%10 — %30 artis saglar. Dis dibinde olusan basi gerilmesi ¢entik etkisini azaltir ve
baglantinin yorulma dayanimini yikseltir m

Rolling compresses the thread flanks and the root and redirects the grain structure along the form
of the thread. Compared with cutting methods it raises the hardness in the thread zone by 10 —
30%. The compressive stress created at the root reduces the notch effect and increases the
fatigue strength of the joint p. 58.

The rolling method increases the hardness of the material by displacing the grain structure
— up to 30% compared to other methods.

DOGRU VE YANLIS HAZIRLIK

Ovalanarak acilan dis
Rolled thread — dis dibinde sikisir
Rolled thread — compressed at the root

Sekillendirme sinir — Ovalanabilirligin 6l¢itu sertlik degil,
malzemenin soguk sekil alabilmesidir. Kopma uzamasi
disuk olan malzemeler ovalamaya uygun degildir; sinir
degerler ovalama sistemine gére belirlenir m

Forming limit — The criterion for rollability is not hardness but the ability
of the material to be formed cold. Materials with a low elongation at
break are not suitable for rolling; the limit values are determined by the
rolling system p. 52.

Correct and incorrect blank preparation

X X o

Hazirlik capi biyiik Hazirlhik capi kiiciik Dogru hazirhk capi

Malzeme dis tepesinden tasar, ¢capak olusur; Dis tepesi dolmaz, taslyici yikseklik azalir; dgp = d, + A. Dis profili tam dolar, tane yapisi
makara profili zorlanir ve erken asinir. Dig baglantinin cekme dayanimi diiser. dis dibinde sikisir, makara 6mrii uzar m
6lgusi tolerans ustline ¢ikar. The cre§1 does not fill and the load-bearing height is d0=d2+A. The thread profile fills completely, the
Material overflows the crest and a burr forms; the roll reduced; the tensile strength of the joint falls. grain structure is compressed at the root and roll life

profile is overloaded and wears early. The thread size
goes above tolerance.

QVABS vabs.com 12
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Dis dibi ve yorulma O vass

Thread root and fatigue Ultimate precision.

Bir baglantida yuk dislere esit dagiimaz: ilk kavrayan dis en blyilk pay! tasir, sonraki dislerin payi hizla azalir. Bu nedenle baglantinin
omrind ilk dislerin dis dibi kalitesi belirler. Ovalamada dis dibi kesilmez, sikistirilir; tane yapisi dis dibinde yogunlasir ve ¢atlak

baglangici gecikir.

In a threaded joint the load is not shared equally: the first engaged thread carries the largest share and the share of the following threads falls rapidly. The life of
the joint is therefore determined by the root quality of the first threads. In rolling the root is not cut but compressed; the grain structure is densified at the root and
crack initiation is delayed p. 12.

ilk kavrayan dis dibi

Boyun kok I‘adyusu First engaged thread root
Neck fillet

23456

ilk 6 dis = yiikiin %94’

Dis no, yukiin girdigi 7. disten sonra pay azalarak strer, sifilanmaz

ylizeyden baslayarak sayilir.

Kiriima bu iki bolgeden baslar - fatigue starts here

DiS BASINA YUK DAGILIMI

Load distribution per thread

disno yukin pay! birikimli SONUQ
1 [ —— o34 %34 ilk dis yakin Ggte birini tasir.
2 %23 =057 ilk tig dis yiikiin yaklagik %72'sini,
3 %15 <0672 ilk alti dis %94'tnu tasir.
. Sonraki dislerin pay azalarak srer;
=%
4 %1l 783 10. diste bile sifir degildir.
5 %7 =%90
6 %4,5 =094 Baglantinin émriinii ilk dislerin dis dibi
7 %3 ~0698 kalitesi belirler. Ovalamada dis dibi
kesilmez, sikistirilir: tam yiikiin bindigi
8 %2 =%100 .
yerde catlak baslangici gecikir.
9 %1,3
10 | %0,09

Yk dagilimi: Bickford, Handbook of Bolts and Bolted Joints (1998) - karsilastirma icin Chaddock (1974) ilk alti dis i¢in 34-23-16-11-9-7 verir.
Degerler yuvarlatiimistir, VABS 6lcuimu degildir | sekil genel bigimlidir, belirli bir triini géstermez - M 16 x 2 dis icin

Sekildeki parca - CNC makine takim tutucu cekme cubugu - pull stud

CNC tool holder pull stud

A Ik kavrayan dis
The first engaged thread
yukin yaklasik tGgte birini tasir
carries roughly one third of the load

A Dikkat — Yuk dagilimi degerleri yayimlanmis literattirden
alinmistir ve genel civata-somun baglantisi igindir; belirli bir
parcanin hesabi yerine gegmez. Kritik baglantilarda parca
Ureticisinin hesabi esastir.

A Boyun kok radyusu Caution — The load distribution figures are taken from published literature
Neck fillet and apply to a general bolt-and-nut joint; they do not replace the calculation
for a specific part. For critical joints the calculation of the part manufacturer

kesit degisiminde ikinci kritik bélge
the second critical zone at the change of section

governs.

A Dis dibi radyusu
Root radius
tam diste R 0,2; keskin kose catlak baslatir

R 0.2 on the full thread; a sharp corner initiates cracking

QVABS vabs.com 13
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Yizey kalitesi O vass

Surface quality Ultimate precision.

Ovalama, dis agma yontemleri arasinda en dusik yuzey purizltliguna verir; VABS aparatlaryla Rt 2,5 — 1 um araligina ulasilr.
Thread rolling gives the lowest surface roughness of all thread producing methods; VABS heads reach Rt 2.5 — 1 um.
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Yontem - Method Rt(pm) 25 - 1

Value
Dis cekme 25-16
Thread cutting
Dis frezeleme 16 -6,3
Thread milling
Dis taslama 4

Ground thread

Ovalanmis dis I 25-1

Rolled thread
PROGRAM SINIRLARI Programme limits

Cap araligi M 2,6 — M 250
Ozel aparatlar dahil
special heads included

Hatve araligi- P 0,45 —-10 mm

Katalogdaki M 2,6 — M 42 - 19 gbvde ve varyant - sag ve
govde sol dis
M 2.6 — M 42 - 19 bodies and variants - right- and
left-hand thread

Dis standartlart M, MF, UN, UNC, UNF, UNEF, BA, BSW, BSF,
BSFS, G, Rd, NPT, NPTF

Ek programlar RAA-RGE ovalama - Smoothing parlatma
Tolerans sinifi 65 hedeflenir; dar siniflar icin 6zel makara

69 is targeted; special rolls for closer classes p. 58

A Dikkat — Parlatma (purtizsuzlestirme - smoothing)
makarasi dis agmaz; ylzeyi sikistirarak purtizsuzlestirir. Dis

programiyla karistirlimamalidir.

Caution — A smoothing roll produces no thread; it smooths the surface by
compressing it. It must not be confused with the thread programme.

Ovalanmis dis yiizeyi

Rolled thread surface Yiizey kalitesi yalniz gériinusi degil, sikma momentinin dagilimini

ve siirtiinme katsayisini da belirler. Olgiim yéntemleri igin

Surface quality determines not only appearance but also the distribution of
tightening torque and the coefficient of friction. For measuring methods see p.

58.
YUZEY KALITESININ ETKILERI What surface quality changes

Area affected Cut thread Rolled thread
Sikma momenti Yanak puriizi nedeniyle strtinme degisken Daha kararli surtinme katsayisi
da§|||m| Friction varies because of flank roughness More consistent friction coefficient
Yorulma dayanimi Dis dibinde ¢cekme gerilmesi kalintisi Dis dibinde basi gerilmesi

Residual tensile stress at the root Compressive stress at the root
Kaplama tutunmasi Purtz derinligi yuksek Diizgiin yuzey, ince kaplama yeterli

Roughness depth is high Smooth surface; a thin coating suffices
Sokme-takma omri Yanak asinmasi hizli Sertlesmis yanak, uzun émdar

Rapid flank wear Work-hardened flank, long life
Sizdirmazlhik (boru Sizdirmazlik macunu gereksinimi yiiksek Daha diizgiin temas yuzeyi
disi) High requirement for sealing compound Smoother contact surface

QVABS vabs.com 14



l Aparat tipleri

Head types

@ vaBs

Ultimate precision.

SABIT APARATLAR Stationary rolling heads

DONER SISTEM APARATLAR Rotary rolling heads

Parcanin donduigu, aparatin sabit kaldi§i torna ve CNC uygulamalari icin
kullanilir. Torna taretine veya punta koluna baglanir.

Used on lathes and CNC applications where the part rotates and the head stays still. It
is mounted on the turret or on the tailstock arm.

OZEL APARATLAR Special rolling heads

Parcaya 6zel gbvde ve makara ile Uretilir. Tegetsel ovalama aparati dahil,
standart disi geometriler ve M 250'ye kadar caplar i¢in uygundur.

Produced with a body and rolls made for the part. Including the tangential rolling head,
it suits geometries outside the standard programme and diameters up to M 250.

HANGI TiP, HANGIi UYGULAMA

Aparatin déndigu otomat ve doner sistemler igin kullanilir. Parga sabit
kalir; isleme merkezlerinde ve 6zel tezgahlarda calisir. Sagdaki arkadan
gorunus baglama flansini, civata deliklerini ve tahrik baglantisini gosterir.

Used on automatic lathes and rotary systems where the head rotates. The part remains
stationary; it runs on machining centres and special machines. The rear view on the
right shows the mounting flange, the bolt holes and the drive connection.

TORNALAMA VE HAVSA Turning & chamfering

Ovalama 6ncesi ¢ap hazirligl ve pah kirma islemini yapar; ayri bir
istasyon gerekmeden ayni tezgahta calisir.

It prepares the blank diameter and cuts the chamfer; it works on the same machine
without a separate station. p. 16

Which type for which application

Tip Uygulama

Sabit aparat

Parca donlyor, aparat sabit; seri Uretimde en yaygin ¢ézim

The part rotates and the head is stationary; the most common solution in series production

Doner sistem
aparat

Tegetsel ovalama

Ozel aparat Standart disi geometri, blyik ¢ap, ¢oklu dis

Geometry outside the standard programme, large diameter, multi-start thread

Baglanti — Sabit uygulamada eksen kagikligi
0,05 mm’yi asmamalidir

Joint — In stationary application the axial misalignment konumuna déner.
must not exceed 0.05 mm p. 54.

Parca sabit, aparat dénuyor; operatér midahalesi azalir
The part is stationary and the head rotates; operator intervention is reduced

Parganin yan yiizeyinden ovalama; kisa dis boylari ve kademeye yakin dis
Rolling from the side of the part; short thread lengths and threads close to a shoulder

Kurma — Doner sistemlerde aparat her
cevrimden sonra kendiliginden baslangig

Reset — In rotary systems the head returns to its start

Tezgah
Part
Torna, CNC torna Dolu / boru
Otomat, isleme Dolu / boru
merkezi
Automatic lathe,
machining centre
Ozel tezgah Dolu
Special machine
Talep Uzerine Talep
On request Uizerine
On request

Kapasite disi — Govde kapasitesi disindaki
Olgiler zorlanmamalidir

Outside capacity — Sizes outside the capacity of the
body must not be forced p. 62.

position by itself after every cycle.

Q VABS vabs.com
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Yeni uriinler O vass

New products Ultimate precision.

Ovalama programinin tamamlayicisi olarak havsa agma, tornalama ve tegetsel ovalama gruplari. Ovalama 6ncesi ¢ap hazirligi ve pah kirma islemleri
ayni tezgahta yapilr.

Chamfering, turning and tangential rolling groups complete the rolling programme. Blank preparation and chamfering are carried out on the same machine.
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Havsa Acma Aparati (Sapli) Havsa A¢cma Aparati Tornalama Aparati Turning Tegetsel Ovalama Aparati
Chamfering Tools with Shaft ~ Chamfering Head Head Tangential Rolling Head
Sapli gbvdesi sayesinde dogrudan Kesici uclu havsa kafasidir; farkl cap Ovalama 6ncesi ¢api tolerans iginde Parcanin yan yiizeyinden ovalama
tezgaha baglanir; ovalama 6ncesi pah  ve pah agilarinda u¢ degisimiyle calisir.  hazirlar. Gérseldeki aparat TH-60 - M yapar; dis boyu makara (vals) genisligi
kirma islemi igin kullanihr. A chamfering head with indexable inserts; 30 — 35 6lgu grubuna aittir. kadardir, seri Uretim igin uygundur.
Its shank body allows it to be mounted directly ~ different diameters and chamfer angles are It prepares the blank diameter within tolerance. It rolls from the side of the part; the thread
on the machine; it is used for chamfering covered by changing the insert. The head shown belongs to the TH-60 - M 30 —  length equals the roll width, which suits series
before rolling. 35 size group. production.
OVALAMA ONCESI HAZIRLIK ZiNCIRI Preparation chain before rolling
# Grup
Operation Purpose
1 Cap hazirhg Ovalama 6ncesi gapin h9 / + 0,02 mm toleransinda getirimesi [N Tornalama aparati
Bringing the blank diameter to h9 / + 0.02 mm p. 50 Turning head
2 Pah kirma 15° — 30° pah; pah dis dibi capinin altina inmelidir Havsa agma aparati
15° — 30° chamfer; the chamfer must go below the minor diameter Chamfering head
3 Ovalama Disin tek gegiste olusturulmasi Eksenel ya da tegetsel
The thread is formed in a single pass aparat
Axial or tangential head
4 Kontrol Dis mastari ve baliim dairesi capi slcimil [EY Olgtim ekipmani
Thread gauge and pitch diameter measurement p. 58 Measuring equipment
Tek baglamada haerlIk, ovalama ve pah Havsa ve tornalama gruplari ayri istasyon gerektirmediginden
Preparation, rolling and chamfering in a single setup. cevrim stresini kisaltir ve parganin tezgahtan gikmadan

tamamlanmasini saglar. Grup segimi icin talep formu m

Because the chamfering and turning groups need no separate station they
shorten the cycle time and allow the part to be completed without leaving
the machine. For group selection use the enquiry form p. 25.

GRUP SECiMi Selecting the right group

Grup Not

Requirement

Han_1 cap toleransta Tornalama aparati Ovalama 6ncesi ¢apl h9 / + 0,02 mm'ye getirir m

degil Turning head It brings the blank diameter to h9 / + 0.02 mm p. 50

Pah yok ya da yetersiz  Havsa a¢cma aparati 15° — 30° pah; dis dibi ¢apinin altina inmelidir
Chamfering head 15° — 30° chamfer; it must go below the minor diameter

Kisa dis, kademeye Tegetsel ovalama aparati Dis tek dalista olusur; boy makara genisligiyle sinirh

yakin Tangential rolling head The thread is formed in a single plunge; the length is limited by the roll width

Uzun dig boyu Eksenel aparat Aparat hatvesiyle ilerler; dis boyu sinirli degildir
Axial head The head advances with its own pitch; the thread length is not limited

Seri iiretim, Déner sistem aparat Her cevrimden sonra kendiliginden kurulur [T

operatorsiiz Rotary head It resets automatically after every cycle p. 15

QVABS vabs.com 16



Tegetsel sistem

Tangential thread rolling heads - VT

@ vaBs

Ultimate precision.

CATAL GOVDE - iKi MAKARA KARSILIKLI - YANDAN BESLEME

iki makara catal gévde icinde karsilikli durur ve dénen parcaya yandan yanasir. Dis boyu

makara genisligi kadardir; buna karsilik dis omuza kadar agilabilir ve gevrim saniyelerle él¢ulir.

Two rolls close on the rotating part from the side. Thread length equals roll width, but the thread can run up to a

shoulder and the cycle is measured in seconds.

NEDEN TEGETSEL Why tangential SINIRI NEREDE Where the limit is

Omuza dayali dis
Thread up to a shoulder

Makara yandan girdigi icin dis, omuzun dibine
kadar tam profille iner.

Because the roll enters from the side, the full profile
runs down to the root of the shoulder.

Kisa ¢cevrim
Short cycle

Aparat par¢a Uzerinde yuriimez; besleme
stroku makara genisligi kadardir.

The head does not travel along the part; the infeed
stroke equals the roll width.

Otomat uyumu Kayar otomat, revolver ve taret istasyonuna
sabit baglanir; tezgahi terk etmez.

Mounted rigidly on a sliding head lathe, capstan or
turret station; it never leaves the machine.

Tek kurulum Ayni baglamada tornalama, kanal ve dis ardisik
yapilabilir.

Turning, grooving and threading can follow one
another in the same setup.

Dis boyu
Thread length

Diameter range

Makara genisligini asamaz — uzun dis eksenel
sistemin isidir.

Cannot exceed the roll width — long threads are the
work of the axial system.

Parca rijitligi Kuvvet iki noktadan gelir; uzun ve ince parcada
Part rigidity punta veya lunet gerekir.
The force acts from two points; long slender parts
need a centre or a steady rest.
Cap aralhigi Standart program M 6 — 60; disi 6zel gévdeyle

degerlendirilir.
Standard programme M 6 — 60; sizes beyond it are
assessed with a special body.

Besleme
VT body Diameter range Max. thread length Pitch
VT.18 M6 - 30 21,5 mm 1,0-2,0 dik - yandan
Tangential head
VT.27 M6 —-42 31,0 mm 1,0-2,0 dik - yandan
Tangential head
VT.42 M6 —60 40,5 mm 1,0-2,0 dik - yandan

Tangential head

Sag ve sol dis, ince hatve ve 6zel profil makara takimiyla saglanir. Program genislemeye devam etmektedir.

Right- and left-hand threads, fine pitches and special profiles are covered by the roll set. The programme continues to expand.

NEREDE KULLANILIR Where it is used

A Kayar otomat ve taret istasyonu
Sliding head lathe and turret station
Aparat istasyona sabit baglanir; tezgahi terk etmeden c¢alisir

The head is mounted rigidly on the station and works without leaving the
machine p. 18
A Omuza dayanan kisa disler
Short threads running up to a shoulder
Makara yandan girdigi icin profil omuzun dibine kadar tam

derinlikte iner R}

Because the roll enters from the side, the profile reaches full depth down to
the shoulder p. 18

A Dis disi profiller

Profiles other than threads

Kanal, tirtil, halka ve isaret ayni gévdede yalnizca makara takimi
degistirilerek retilir |[EHEER

Grooves, knurls, rings and marks are produced in the same body simply by
changing the roll set p. 18

Malzeme siniri

Material limit

Tegetsel sistemde ¢ekme dayanimi < 1000 N/mm2, kopma

uzamasi 2 %7 [ EEA

In the tangential system tensile strength < 1000 N/mmg?, elongation at break >
7% p. 52
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Hangisi, he zaman

Axial or tangential head

) vaBs

Ultimate precision.

iki sistem birbirinin alternatifi degil, birbirinin tamamlayicisidir. Karar tek soruyla

baslar: dis ne kadar uzun?

The two systems complete each other. The decision starts with one question: how long is the thread?

Eksenel

If your part is like this
Dis boyu > 40 mm °
Long thread
Dis boyu < 40 mm, seri Uretim o
Short thread, volume
Dis omuza dayaniyor o
Thread to shoulder
Cubuk boyunca surekli dis °
Full-length thread
Kayar otomat / taret istasyonu o
Sliding head - turret
ince cidarl boru °
Thin wall tube
Tek parga / bakim isi °
Single piece

e Onerilen o uygulanabilir — uygun degil

e recommended o possible — not suitable

THE PROFILE IS SET BY THE ROLL SET

Tegetsel

Reason

Makara genisligi yetmez
Roll width is not sufficient

Cevrim belirgin sekilde kisalir
The cycle becomes markedly shorter

Yandan besleme omuza kadar iner
Side infeed reaches down to the shoulder

Aparat parg¢a Uzerinde ylrir
The head travels along the part

Sabit baglanir, istasyon bosaltmaz
Mounted rigidly, the station stays occupied

Cok makara ¢evresel destek verir
Multiple rolls give circumferential support

Kurulum daha kisa
Shorter setup

AYNI CATAL, FARKLI PROFIL  One fork, many profiles

Catal govde bir profil makinesi degil, bir baski diizenegidir. Dis,
kanal, tirtil, halka ve isaret ayni gbvdede yalnizca makara takimi
degistirilerek Uretilir. Bu, kiiguk partilerde takim yatirimini diistrar.

The fork body is not a profiling machine but a forming unit. Threads, grooves,
knurls, rings and marks are produced in the same body simply by changing
the roll set. This lowers tooling investment on small batches.

Gelistirme devam ediyor. Tedetsel ve ¢atal gévde programi
genislemektedir: yeni ol¢uler, hidrolik/pnématik besleme ve
otomat arabirimleri izerinde galisiimaktadir. Glincel program ve
0zel uygulamalar icin VABS miihendislik ekibiyle goérusiiniz.
Tangential and fork programme under continuous development.

HER iKi SISTEMDE DE DEGISMEYENLER What both systems share

Talas yok Profil makarada Ayni malzeme siniri Ham cap kritik

No chips Metrik, ince metrik, Whitworth, The same material limit The blank diameter is critical
Malzeme kesilmez, akitilir. UN, boru, trapez, yuvarlak ve Siniri belirleyen sistem degil Ovalama Oncesi ¢ap toleransi,
Elyaf strekliligi korunur; dis dibi  yrtil ayni govdede makara ile malzemedir: uzama ve ¢cekme istenen bolum dairesi

kesilmis dise gore daha degisir. dayanimi degerleri her iki toleransinin %2 — %5'tnl
dayaniklidir. Metric, metric fine, Whitworth, UN, sistemde gegerlidir. gecmemelidir.

The material is not cut but displaced. ~ Pipe, trapezoidal, round threads and The limit is set by the material, not by ~ The blank diameter tolerance must
Grain flow stays continuous; the knurls all change with the roll set in the system: elongation and tensile not exceed ¥ — % of the required
thread root is more durable thanona  the same body. strength values apply to both pitch diameter tolerance.

cut thread. systems.

Sektorler, 6zel uygulamalar ve gercek parca érnekleri

Industries, special applications and real part examples

QVABS vabs.com 18



Sektorler O vass

Industries Ultimate precision.

Ovalanmis dis, kesilerek acilmis dise gore daha yiiksek cekme ve yorulma dayanimi saglar; talas olusmadigi icin hammadde tiiketimini de azaltir.
Bu iki 6zellik, aparatlarin kullanildigi sektorleri belirler.

Arolled thread offers higher tensile and fatigue strength than a cut thread, and because no chips are produced it also reduces raw-material consumption. These two
properties define the industries in which the heads are used.

OZELLIKLER

i
/////////////////////// i
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iy
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////////////////////////(\

Uzay ve havacilik Aerospace Otomotiv Automotive

Talash imalat malzemenin lif akisini keser; ovalama profili keserek degil Yuksek adetli tiretimde gevrim siiresi saniyeler seviyesine iner; dis dibi
akitarak olusturur. ince hatveli UNF, UNEF ve BSFS programi. dayanimi ve 6lgu tutarhhgr yikselir.

Machining severs the grain flow of the material; rolling forms the profile by flow rather In high-volume production the cycle time falls to seconds; root strength and dimensional
than by cutting. Fine-pitch UNF, UNEF and BSFS programme. consistency both rise.

BT ——

&
Q'
~

Hidrolik baglanti elemanlan Hydraulic fittings Savunma sanayi Defence

Nipel, rakor ve adaptérlerde G, NPT ve NPTF sizdirmaz dis; ince et Yuksek mukavemetli gelik ve paslanmaz alasimlarda, giivenlik agisindan
kalinhiginda kesit ezilmeden calisilr. kritik baglanti elemanlari.

Sealing G, NPT and NPTF threads on nipples, fittings and adapters; thin walls are Safety-critical fasteners in high-strength steels and stainless alloys.

threaded without collapsing the section.

SEKTORE GORE ONE CIKAN GEREKSINIMLER Requirements by industry

Belirleyici gereksinim
Industry Typical thread standard Related page

Uzay ve havacilik UNF - UNEF - BSFS Lif akisinin korunmasi, tolerans sinifi
Preservation of grain flow, tolerance class

Otomotiv M - MF - UNF Yorulma dayanimi ve gevrim suresi . 52
Fatigue strength and cycle time

Hidrolik baglanti G - NPT - NPTF Sizdirmazlik, et kalinhgi, kesit ezilmesi
Sealing, wall thickness, section collapse

Savunma sanayi MF - UNF - UNJ Malzeme mukavemeti ve dlgu tutarliligi 52
Material strength and dimensional consistency
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OZELLIKLER

Sektorler

Industries (devam)

@ vaBs

Ultimate precision.
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Petrol ve dogalgaz Oil and gas
Sondaj ve pompa ¢ubugu baglantilarinda buyik ¢ap ve kalin hatve;
C serisi M 30 — 42 programi.

Large diameters and coarse pitches on drill and sucker rod connections; C series
M 30 — 42 programme.

insaat ve iskele Construction and scaffolding
iskele borusu, ayak mili ve germe gubugu. Nerviirlii insaat demirinde
nervir 6nce soyulur, ardindan ug disi ovalanir.

Scaffold tube, base spindle and tie rod. On ribbed reinforcing bar the ribs are
peeled off first and the end thread is then rolled.

SEKTORE GORE ONE CIKAN GEREKSINIMLER

Parca liretim sanayi Parts manufacturing
Torna, otomat ve isleme merkezlerinde seri Uretim; aparat tarete
baglanir, ayri istasyon gerekmez.

Series production on lathes, automatic lathes and machining centres; the head is
mounted on the turret and no separate station is needed.

Enerji ve tiirbin Power generation

Buyuk capl saplama ve germe civatasi; uzun dis boyu ve yiksek
yorulma dayanimi istenen baglantilar.

Large-diameter studs and tie bolts; joints that require a long thread length and
high fatigue strength.

Requirements by industry

Belirleyici gereksinim

Industry Typical thread standard
Petrol ve dogalgaz M-Rd-G

Parca liretim M - MF - UNC
ingaat ve iskele Rd-G-M

Enerji ve tiirbin M - MF

Tezgah uyumu ve adet basina sire
Machine compatibility and time per piece

ince et kalinligi ve i¢ destek
Thin wall thickness and internal support

Uzun dis boyu ve germe dayanimi

Related page

Buyuk cap, kalin hatve, dis boyu s. 47
Large diameter, coarse pitch, thread length

Long thread length and tensile capacity
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Sektorler @ vass

Industries (devam) Ultimate precision.

OZELLIKLER

Demiryolu Railway Denizcilik Marine

Ray baglanti civatasi, travers vidasi ve germe elemanlarinda kalin dis ve Paslanmaz ve deniz alasimlarinda korozyona agik baglantilar;
ylizey dayanimi. sikistinimis ytizey catlak baslangicini geciktirir.

Coarse threads and surface strength on rail fastening bolts, sleeper screws and Corrosion-exposed joints in stainless and marine alloys; the compressed surface
tensioning elements. delays crack initiation.

|

Takim ve makine imalati Tool and machine building Kuyumculuk ve hassas parca Jewellery and precision

Mil, tij, ayar civatasi ve besleme vidasinda hassas dis; tirtil profili de ayni A serisi kuiglik ¢cap programi; M 2,6'dan baslayan dis ve yiiksek ylzey
sistemle sikistirilarak olusturulur. kalitesi.

Precision threads on shafts, rods, adjusting screws and feed screws; knurled profiles A series small-diameter programme; threads from M 2.6 upwards and high surface
are formed by compression with the same system. quality.

SEKTORE GORE ONE CIKAN G KSINIMLER Requirements by i

Belirleyici gereksinim
Industry Typical thread standard Related page

Demiryolu M - UNC - BSW Kalin dis ve ylizey dayanimi
Coarse thread and surface strength

Denizcilik MF - UNF - G Korozyon ve yuzey kalitesi s. 14
Corrosion and surface quality

Takim ve makine imalati MF - UN - UNEF Hassasiyet ve kiigiik parti [ s. 58 |
Precision and small batches

Kuyumculuk ve hassas M - MF - BA Kiigik cap ve yiizey kalitesi [ s. 29 |

parca Small diameter and surface quality

Sektor gorselleri gegicidir; nihai baskida VABS arsiv fotograflariyla degistirilecektir. insaat ve iskele gorseli VABS arsivindendir.
The industry images are provisional and will be replaced with VABS archive photographs in the final print. The construction and scaffolding image is from the VABS archive.
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l Nerviirlii demir isleme sistemi O vaes

Reinforcing bar processing system Ultimate precision.
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Nervirli insaat demiri, kaplinle eklenirken uglarindan dislenir. Nervir ylizeyi diizgiin olmadigi icin dogrudan ovalanamaz: dis
bolgesindeki nervir 6nce tornalama aparatiyla soyulur, gap ovalama 6ncesi 6l¢listine getirilir, ardindan ug disi ovalanir. Dis dibi

kesilmeyip sikistirildigi igin baglantinin yorulma dayanimi kesilerek aciimis dise gore yiksektir .

Ribbed reinforcing bar is threaded at its ends when it is joined with a coupler. Because the ribbed surface is uneven it cannot be rolled directly: the ribs in the
thread zone are first peeled off with a turning head, the diameter is brought to the blank size and the end thread is then rolled. Since the root is compressed rather
than cut, the fatigue strength of the joint is higher than with a cut thread p. 12.

1 TEK UCTAN DiSLi

Threaded one end L

t ) T !
AVAVAVAW AWAWAWAW, -
A XX XS X X X X :
VAVAVAVA YAVAVAVE WIS
L Nerviirlii gévde - islenmez
L. . Ovalanmis dis - nerviir soyulduktan sonra
2 . |K| UgTAN D|$L| Rolled thread after bar peeling
Threaded both ends L
Ta T2

——k—k
——k——k

AVAWANAWAN
e
VAVAVAN: YAV

L - cubuk boyu - D - nervirli cubuk anma capi - T, Ty, T2 - dis boyu | 6lcler sipariste bildirilir
Dis bolgesinde nervir énce tornalama aparatiyla soyulur, ardindan ovalanir | sekil D =20 - M 20 x 2,5 i¢in - boy kisaltiimistir

iSLEM SIRASI Process sequence

A 1 - Nerviir soyma

tornalama aparati nerviiri dis boyunca kaldirir -

the turning head removes the ribs over the thread length p. 16
A 2 - Cap kontrolii

2 - Diameter check

kalan cap ovalama oncesi capa getirilir [[EER]

the remaining diameter is brought to the blank diameter p. 50
A 3-Pah

30°, dis dibi ¢capinin 0,5 — 1 mm altindan

A 4 - Ovalama

Soldaki gubuk islenmemis nervirli demir, sagdaki gubugun ug bolgesi uc disi tek geciste olusur, dis dibi sikisir
soyulmus durumda. Gérseldeki aparat TH-60 - M 30 - 35.
The bar on the left is unmachined ribbed bar; the end zone of the bar on the right has A Dikkat — Soyma cap! dlgiilmeden ovalamaya gegilmez

been peeled. The head shown is M 30 — 35.
Nervirli gubukta anma capi tolerans araligi genistir; hazirlk
cap! her partide ilk pargada dogrulanmalidir.
Caution — Rolling is not started before the peeled diameter has been
measured. The nominal diameter tolerance of ribbed bar is wide; the blank
diameter must be verified on the first part of every batch.
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Insaat dikmesi O vass

Adjustable steel prop Ultimate precision.

OZELLIKLER

Ayarli insaat dikmesinde yuk tasiyan dis, i¢ borunun tzerine ovalanir. Talas kaldirilmadigi icin boru kesiti incelmez ve dis dibi sikisir;
dikme yuk altinda agilmaya karsi daha direngli olur. Ayar somunu dévme celiktir ve dis borunun alin yliziine dayanir.

On an adjustable steel prop the load-bearing thread is rolled onto the inner tube. Because no material is removed the tube section is not reduced and the root is
compressed; the prop resists opening under load. The adjusting nut is forged steel and bears on the face of the outer tube.

Bas plakasi
Head plate

Ovalanmis dis boyu - L

-

-

i

I

Dis boru T !
Outer tube |

I

[N N [y N N N [N [\

Ovalanmis dis dis - Stub ACME profil
Taban plakasi Rolled Stub ACME thread

Base plate

Doévme delikli ayar somunu
Forged adjusting nut

Dikmenin yiik tasiyan disi, ic borunun izerine talas kaldiriimadan ovalanir; kesit ezilmez, dis dibi sikistigi igin yik altinda acilma direnci artar.
Ince cidarl boruda i¢ dayama gerekebilir - et kalinligi alt sinirt icin boru hesabina bakiniz.
Insaat dikmesi - adjustable steel prop | sekil genel bicimlidir, belirli bir triinii géstermez - boy kisaltiimistir

A Profil ilgili uygulamalar — iskele borusu, ayak mili ve germe gubugu
Stin ACME - 29° dis acisi, derinlik 0,3 x P; kare gorGnimlu ayni programdadir. Nerviirlii insaat demiri ug disi icin 23, boru
sig dis et kalinhigi hesabi igin
Stub ACME - 29° thread angle, depth 0.3 x P; a shallow thread of Related applications — Scaffold tube, base spindle and tie rod are in the same
square appearance programme. For the end thread on ribbed reinforcing bar see p. 22, for the

tube wall thickness calculation see p. 50.

A Et kalinhgi
Wall
ince cidarda i¢ dayama gerekir -
a mandrel is required in thin walls p. 50
A Dis boyu L
Thread length L
ayar arahgini belirler; sipariste bildirilir
determines the adjustment range; state it when ordering

QVABS vabs.com 23



l Ozel uygulamalar O vass

Special applications Ultimate precision.

Ovalama aparatlari; altigen bagli civata, soket basl vida,
saplama, g6z civata, ¢cengel ve U-bolt gibi baglant
elemanlarinin dretiminde kullanihr. Otomotiv, havacilik ve
insaat uygulamalari i¢in uygundur; baglantinin yorulma
dayanimini artirir ve seri Uretime elverislidir.

Thread rolling heads are used to produce fasteners such as hexagon
bolts, socket head screws, studs, eye bolts, hooks and U-bolts. They
suit automotive, aerospace and construction applications, raise the
fatigue strength of the joint and are well suited to series production.
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Thread rolling produces high-strength fasteners such as hex bolts
and socket head screws. It is ideal for automotive, aerospace and
construction applications, increasing fatigue strength and suiting
mass production.

Parca ornekleri
Sample parts

Ovalama ile iiretilen baglanti elemani gesitleri
Fastener variants produced by thread rolling

Boru ve nipel disleri
Pipe and nipple threads

STANDART DISI TALEPLER Beyond the standard pr
BUYUK CAP OZEL PROFIL COK GIRISLI DiS iINCE CIDARLI BORU
LARGE DIAMETER SPECIAL PROFILE MULTI-START THREAD THIN-WALLED TUBE
M 42 — M 250 aras| 6zel gdvde Trapez, yuvarlak ve musteriye Cift ve ¢ok girisli dis icin 6zel ic dayama destekli ovalama;
ve makara. ozel dis formlari. makara seti. ovallik kontroli.
Special bodies and rolls from M 42 to M Trapezoidal, round and customer- Special roll set for two-start and multi- Rolling with mandrel support; ovality
250. specific thread forms. start threads. check.

Standart disi taleplerde parga resmi, malzeme belgesi ve tezgah bilgisi ile birlikte talep formunun iletiimesi degerlendirmeyi hizlandirir m

For requests outside the standard programme, sending the enquiry form together with the part drawing, the material certificate and the machine data speeds up the
assessment p. 25.
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Head selection and enquiry form

Aparat secimi ve talep formu

) vaBs

Ultimate precision.

Aparat ve makara secimi asagidaki alti bilgiyle yapilir. Bu bilgiler iletildiginde standart programdan uygun gévde ve makara seti

belirlenir; standart disi durumlarda 6zel aparat teklifi hazirlanir.

The head and roll set are selected from the six items below. With this information the suitable body and roll set are determined from the standard programme;

where the request lies outside the standard programme a special head is quoted.

A Dis odlcuisil ve standardi
M, MF, UN, UNC, UNF, UNEF, BA, BSW, BSF, BSFS, G,
Rd, NPT, NPTF
A Dis boyu
Thread length
kisa dis programinda 19 mm ve 24 mm sinirlari gecerlidir
in the short thread programme the 19 mm and 24 mm limits apply
A Malzeme ve mukavemet
Material and strength
ovalama oncesi ¢ap toleransini belirler -
determines the blank diameter tolerance p. 52
A Parca tipi
Part type
dolu mu, boru mu; boruda et kalinligi
solid or tubular; for tube, the wall thickness
A Dis kacis boslugu (fatura)
Thread run-out clearance (shoulder)
dis sonunda bosluk varsa uzunlugu ve capi
if there is a clearance at the end of the thread, its length and diameter
A Tezgah
torna, CNC, otomat; sabit ya da doner sistem
lathe, CNC, automatic; stationary or rotary system

A Dikkat — Boru parcalarda et kalinligi yetersizse ovalama
sirasinda kesit ezilebilir. Et kalinhgi talep formunda mutlaka
belirtiimelidir.

Caution — If the wall thickness of tubular parts is insufficient the section can

be crushed during rolling. The wall thickness must always be stated on the
enquiry form.

Teknik resim — Eksiksiz bir teknik resim, kademe, kagis
mesafesi ve tolerans sinifinin dogrudan degerlendirilmesini
saglar.

Drawing — A complete drawing allows the shoulder, the run-out clearance and
the tolerance class to be assessed directly.

TALEP FORMU Enquiry form

Firma bilgileri - Company information
Firma adi - Company

Yetkili - Contact
Telefon - Phone
E-posta - E-mail
Dis - Thread

Dis olciisui - Size
Hatve - P - Pitch
Standart - Standard

Tolerans sinifi -
Class

Dis yonii - Direction [ Sag/RH O Sol/LH

ORHOLH

Dis uzunlugu -

Length

Parca ve malzeme - Workpiece and material
Parca tipi - Part type [ Dolu/ Solid [ Boru/ Tube
Malzeme - Material

Mukavemet -
Strength

Et kalinhig - Wall

Kacis boslugu - O Var/Yes [ Yok/No

Run-out clearance
Tezgah ve lretim - Machine and production
Tezgah - Machine

[ Sabit O Doner
[ Stationary [0 Rotary

Sistem - System

Sogutma - Coolant OO0 Emulsiyon O Yag

[J Emulsion O Oil
Yillik adet - Volume

info@vabs.com - +90 216 466 36 90

DEGERLENDIRME SURECI Evaluation process

TALEP ﬂ INCELEME
Form ve varsa teknik resim REVIEW
iletilir. Dis, parca, malzeme ve tezgah

birlikte degerlendirilir.

Thread, part, material and machine
are assessed together.

Send the form and, where available,
the drawing.

EJ secim

SELECTION

n TEKLIF

QUOTATION

Govde, makara seti ve kademe Standart programda 6lc,
belirlenir; hazirlik cap bildirilir. standart disinda 6zel aparat
The body, roll set and lead are teklifi.

determined; the blank diameter is A size from the standard programme,
advised. or a special head quotation outside it.

Boru parcgalarda et kalinhgr, faturali parcalarda kagis boslugu ve ince hatveli dislerde tolerans sinifi bildiriimediginde degerlendirme

tamamlanamaz.

The assessment cannot be completed without the wall thickness for tubular parts, the run-out clearance for shouldered parts and the tolerance class for fine-pitch

threads.
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l Kapasite 6zet tablosu O vass

Capacity overview Ultimate precision.

Metrik
Head body Fine thread (MF) Pipe / round thread

Metric pitch
-P

A serisi - Kiiclik ¢cap programi

A-001 M26-4 045-0,7 — No.4-No.8 — 24

A-01 M35-6 06-1 MF 4 ..5%x0,5 No. 8 — 1/4" — 25

A-1 M5-8 08-125 MF6..8x1 No. 12 - 5/16" — 26

A-2 M6 - 10 1-15 MF6 ... 11 x 1,25 1/4" - 7/16" NPT /NPTF 1/16" — 1/8" 27

A-2 N.I.R. ince dis — MF6..12x15 — NPT /NPTF 1/8" — 1/4" 28
fine thread

B serisi - Orta cap programi

B-1 N.R. M8 -16 1,25-2 MF8...14x 15 3/8" - 5/8" G 1/4" - NPT 1/4" - Rd 16 29

B-1 D.N.R. M8 -16 1,25-2 MF8...14x15 3/8" - 5/8" G 1/4" - NPT 1/4" - Rd 16 30

B-1N.i.R. ince dis — MF8..22x15 — G 1/8"—1/2" - NPT 1/8" - 3/8" 31
fine thread

B-1D.N.I.R. ince dis — MF8...22x15 — G 1/8"—1/2" - NPT 1/8" — 3/8" 32
fine thread

B-2 N.R. M12-22 1,75-25 MF12..22x2 7/16" - 7/8" G 1/4"-1/2" - Rd 18 — 20 33

B-2 D.N.R. M12-22 1,75-25 MF12..22x2 7/16" - 7/8" G 1/4"-1/2" - Rd 18 — 20 34

B-2 N.i.R. ince dis — MF 12 ...30x 1,5 — G 3/8"—7/8" - NPT 3/8" — 3/4" 35
fine thread

B-2 D.N.I.R. ince dis — MF 12 ...30x%x 1,5 — G 3/8"—7/8" - NPT 3/8" — 3/4" 36
fine thread

B-3 N.I.R. ince dis — MF 16 ... 36 x 2 — G 3/8"—1"- NPT 3/8" 37
fine thread

C serisi - Biiyuk cap programi

C-2N.R. M14-30 2-35 MF 14 ... 24 x 2 9/16"-1.1/8" G 3/8"—-5/8"- NPT 1/2" - Rd 20 — 26 38

C-2N.i.R. ince dig — MF 16 ... 42 x 2 — G 3/8"-1.1/4" - NPT 3/4" - 1" 39
fine thread

C-2 D.N.R. M14-30 2-35 MF 14 ...24 x 2 9/16" -1.1/8" G 3/8"—-5/8"- NPT 1/2" - Rd 20 — 26 40

C-2 D.N.i.R. ince dig — MF 16 ... 42 x 2 — G 3/8"-1.1/4" - NPT 3/4" - 1" 41
fine thread

C-3N.R. M30-42 35-45 MF 30 ...42x 4 1.1/4"-1.1/2" G7/8"-1.1/4"- Rd 30 — 42 42

OVALAMA VE PARLATMA PROGRAMI Rolling and smoothing TABLONUN OKUNMASI How to read this table
Parlatma @ B Metrik stitunu gévdenin kalin dis kapasitesini verir; N.i.R.

Head body RAA-RGE - @ and pitch P varyantlarinda kalin dis programi bulunmaz.

A-001 23-04-05-1.2 222-04 Metric column gives the coarse thread capacity of the body; the N.i.R. variants

A-01 @35-06-05-1,2 F3-06 have no coarse thread programme.

A-1 @5-@8-05-1,5 B5-08 B Boru | yuvarlak dis siitunu G, NPT, NPTF ve Rd programini

A-2 @6-@10-05-2,0 36—@10 Ozetler; tam liste 6l¢l sayfasindadir.

B-1N.R. B8-F16-05-20 o8- 16 Pipe / round thread column Summarises the G, NPT, NPTF and Rd programme;

the full list is on the dimension page.

B sayfa siitunu ilgili 6lcii sayfasina gotuirir .

Page column takes you to the relevant dimension page p. 29 — 47.

B-2 N.R. @12-@22-05-2,0 @12 -0 22
C-2N.R. @14-230-05-2,0 ?14-2 30

C2DNR. ©@14-@30-05-20 — o _ _ 5
B Kapsam matrisi hangi standardin hangi gévdede tablolandigini

A Dikkat — Tablo kapasiteyi gosterir, stok durumunu degil. Siparis gosterir ' m
oncesi dlcii sayfasindaki araliklar kontrol edilmelidir. Coverage matrix shows which standard is tabulated on which body p. 27 - p. 28.
Caution — The table shows capacity, not stock. The ranges on the dimension page B Varyant programi ayri 6l¢l sayfasi agiimamis govdeleri temel
must be checked before ordering. govdesiyle eslestirir; D harfi doner yiriitmedir ]

Variant programme matches bodies with no dimension page of their own to their
base body; the letter D denotes rotary drive p. 8.

N.I.R. varyantlarinda ovalama ve parlatma tablosu bulunmaz; bu
gévdeler ince hatveli dis programina ayriimistir. B-3 N.I.R. ve C-3 N.R.
govdelerinde RAA-RGE ve parlatma programi talep tizerine bildirilir.

The N.I.R. variants have no rolling and smoothing table; these bodies are reserved for
the fine-pitch thread programme. For the B-3 N.I.R. and C-3 N.R. bodies the RAA-RGE
and smoothing programme is advised on request.
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Kapsam matrisi - A ve B serisi © vass

Coverage - A and B series Ultimate precision.

Hangi gévdenin hangi standardi kapsadigi. Bir standart igin birden fazla gévde uygunsa segim, dis 6lciist ve hatveye gore yapilir. Bu
sayfa A ve B serisi gbvdeleri kapsar; C serisi igin

Which body covers which standard. Where more than one body suits a standard, the choice is made by thread size and pitch. This page covers the Aand B
series bodies; for the C series see p. 28.

Standart

Definition .R. 1N.LR. 1D.N..R. 2N.R. 2D.N.R. 2N..LR. 2D.N.L.R. 3N.LR.

M Metrik kalin dis ° ° ° ° ° ° ° °
Metric coarse
thread
MF Metrik ince dis ° ° ° ° ° ° ° ° ° ° ° ° °
Metric fine
thread
UNC Unified kaba ° ° ° ° ° ° ° °
UNF Unified ince ° e o o ° ° ° ° ° ° ° ° ° °
UN Unified standart ° ° ° [ [ [
UNEF Unified ekstra ° ° ° ° ° °
ince
BA British ° ° °
Association
BSW Whitworth kaba ° ° ° ° ° ° ° °
BSF Whitworth ince ° ° ° ° ° ° °
BSFS British ° ° ° ° ° °
Standard Fine
G Boru disi (BSP) ° ° ° ° ° ° ° ° °
Pipe thread
(BSP)
Rd Yuvarlak dis ° ° ° [ ]

Round thread

NPT Konik boru disi ° ° ° ° ° ° ° ° ° ° °
Taper pipe
thread
NPTF Konik boru disi ° ° ° ° ° ° ° ° ° ° °
- sizdirmaz
Taper pipe
thread -
sealing
RAA-RGE Ovalama ° ° ° ° ° ° ° °
makara
programi
Rolling roll
programme
Smoothing Parlatma ° ° ° ° ° °
programi
Smoothing
programme
Sayfa Olgl sayfasi 27 28 29 30 31 32 33 34 35 36 37 38 39 40
Dimension
page
e = ilgili gbvdenin dlcl sayfasinda bu standarda ait tablo vardir - — = GRUPLARA GORE OZET Summary by group
tablolanmamustir.
e = the dimension page of that body contains a table for this standard - — = not tabulated. Kalin di§ M - UNC - BSW — N.R. ve D.N.R.
varyantlari
A Dikkat — Matris, gdvdenin ilgili standardi kapsadigini gosterir; her ; . -
R o L e Ince dig MF - UN - UNEF - BSFS — N.I.R.
6lgliniin stokta bulundugu anlamina gelmez. Siparis 6ncesi 6lgu varyanti
sayfasindaki araliklar kontrol edilmelidir. Her iki UNE - G - NPT - NPTE
Caution — The matrix shows that the body covers the standard concerned; it does not grupta
mean that every size is in stock. The ranges on the dimension page must be checked
before ordering. Yalniz A BA
serisi

RAA-RGE ve parlatma satirlari dis standardi degil, makara programidir.
YalmzBve G-Rd
Parlatma makarasi dis agmaz; yiizeyi sikistirarak purizsuzlestirir . c

The RAA-RGE and smoothing rows are not thread standards but roll programmes. The
smoothing roll does not cut a thread; it smooths the surface by compressing it p. 14.
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Kapsam matrisi - C serisi O vass

Coverage - C series Ultimate precision.

Hangi gévdenin hangi standardi kapsadigi. Bir standart igin birden fazla gévde uygunsa segim, dis 6lciisti ve hatveye goére yapilir. Bu
sayfa C serisi govdeleri ve tim program igin boru dis araliklarini kapsar; A ve B serisi igin .

Which body covers which standard. Where more than one body suits a standard, the choice is made by thread size and pitch. This page covers the C series
bodies and the pipe thread ranges of the whole programme; for the A and B series see p. 27.

Standart C-2D.N.R. C-2 D.N.L.R.
Definition

M Metrik kalin dis ° ° °
Metric coarse thread

MF Metrik ince dig ° ° ° ° °
Metric fine thread

UNC Unified kaba ° ° °

UNF Unified ince ° ° ° ° °

UN Unified standart ° ° ° °

UNEF Unified ekstra ince ° ° ° °

BA British Association

BSW Whitworth kaba ° ° °

BSF Whitworth ince ° ° °

BSFS British Standard Fine ° ° °

G Boru disi (BSP) ° ° ° ° °
Pipe thread (BSP)

Rd Yuvarlak dis ° ° °
Round thread

NPT Konik boru disi ° ° ° °

Taper pipe thread

NPTF Konik boru disi - sizdirmaz ° ° ° °
Taper pipe thread - sealing

RAA-RGE Ovalama makara programi ° °
Rolling roll programme

Smoothing Parlatma programi °
Smoothing programme

Sayfa Olgi sayfasi 41 42 43 44 45
‘D Dimension page
[
0 BORU VE YUVARLAK DIS ARALIKLARI Pipe and round thread ranges
(8]

G (BSP) NPT /| NPTF Rd

Head body

A-2- A-2 — 1/16" - 1/8" —

N.LR.

B-1N.R. - 1/4" 1/4" Rd 16

D.N.R.

B-1 I_\I.i.R. : 1/8" —1/2" 1/8" —3/8" —

D.N.L.R.

B-2 N.R. - 1/4" - 1/2" 1/4" Rd 18 — 20

D.N.R.

B-2N.iR. - 3/8" - 7/8" 3/8" - 3/4" —

D.N.L.R.

B-3 N.i.R. 3/8"—1" 3/8" —

C-2N.R.- 3/8" - 5/8" 1/2" Rd 20 - 26

D.N.R.

C-2 I_\I.i.R. : 3/8"—1.1/4" 3/4"-1" —

D.N.L.R.

C-3N.R. 7/8"—1.1/4" — Rd 30 — 42

Boru dislerinde in¢ degeri dis ¢apini degil borunun anma 6l¢usiint gosterir m
For pipe threads the inch figure denotes the nominal size of the pipe, not the thread diameter p. 64.
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Vida ovalama aparati

Thread rolling head - Kiiglik cap programi

GOVDE /sopy A-001 KAPASITE /capaciTy M 2,6 =4 HATVE - P /piTcH - P 0,45 - 0,7 mm Olcli sayfasi - Dimension page

APARAT - ROLLING HEAD - A-001 DiS STANDARTLARI Thread standards - 1K —

Unified ince - UNF
Anma ol¢isi x TPI

British Association -
BA

Metrik - M
Anma dl¢isi x hatve

M 2,6 x 0,45 UNF 4 — 48 Anma 6lclsi x TPI
M3x05 UNF 5 _ 44 BA6 - 47,9
M3..35x0,6 UNF 6 — 40 BAS5-431
M4 x0,7 BA 4 -38,5

Whitworth - BSW
Anma o6lgisu x TPI

BSW 1/8 — 40
BSW 5/32 — 32

Unified kaba - UNC

Anma él¢isi x TPI
UNC4 ...5-40
UNC6 ...8-32

KAPASITE - CAPACITY

M26-4 RAA-RGE OVALAMA PROGRAMI Rolling programme - mm | inch

Hatve - P 0,45-0,7 mm
?3..035x%x0,5 0.118 ... 0.138 x 0.02

Giris kademesi 1K — 2K @35..04x05 0.138 ... 0.157 x 0.02
?3..035%x0,6 0.118 ... 0.138 x 0.024

Seri A serisi
A series ?235...04x%x0,6 0.138 ... 0.157 x 0.024
23..035x%x0,8 0.118 ... 0.138 x 0.031
ONE CIKANLAR - FEATURES @35..04x0,8 0.138 ... 0.157 x 0.031
B Metrik kalin dis programi M 2,6 — M 4 @32..035x1 0126 ...0.138 x 0.039
Metric coarse thread programme M 2.6 — M 4 @35..04x%x1 0.138 ... 0.157 x 0.039
B BA ve BSW dahil in¢ kapsami @32..035x%x1,2 0.126 ... 0.138 x 0.047
Inch coverage including BA and BSW @35..F4x12 0.138...0.157 x 0.047
iLGILIi SAYFALAR - SEE ALSO Tablolardaki 1K ve 2K isaretleri makaranin giris kademesini gbsterirm; siparis kodunda

bildirilir. ing degerleri mm degerlerinden hesaplanmistir.

In the tables, the 1K and 2K marks indicate the lead of the roll p. 8; state it in the order code. The inch values are
Kapasite ozet tablosu calculated from the mm values.

p. 26 Capacity overview

OVALAMA ONCESI OVALAMA OLcU DEGiSimi
CAP DEGERLERI e CHANGE
Dis standardi kapsam matrisi BLANK DIAMETER ROLLING DATA Govde kalir, makara seti
p. 27 Thread standard coverage matrix dy=dy+ Am Malzemeye gore hiz ve degisirm
s.50 devir [N The body stays; the roll set
Ovalama oncesi ¢ap hazirhgi Speed and rpm by material changes p. 54
p. 52

p. 50 Blank preparation before rolling
s. 52

Malzeme ve ovalama degerleri
p. 52 Material suitability and rolling data

Sorun giderme

Dis toleransi ve 6lgim
p. 58 Thread tolerance and inspection

PARLATMA Smoothing - mm | inch
322-025 @ 0.087 — & 0.098
225-03 @ 0.098 - @ 0.118
33-035 @ 0.118 - @ 0.138
235-04 @ 0.138 - @ 0.157

1K | 2K — makaranin giris (agizlama)
kademesi. Giris bolgesinde disler tam
yiikseklige kademeli ulasir; K biyudikce
giris boyu uzarm.

1K / 2K — the lead of the roll. In the lead zone the

teetit reaci fuii fieight progressively; tihe iarger Kis,

h the longer the lead p. 8. Q VABS vabs.com 29
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Vida ovalama aparati

Thread rolling head - Kiiglk ¢cap programi

GOVDE /Bopy A-01 KAPASITE /capaciTy M3,5-6 HATVE: P /pitcH-P 0,6 =1 mm

APARAT - ROLLING HEAD - A-01

KAPASITE - CAPACITY

M3,5-6

Hatve - P 0,6 —1 mm

Giris kademesi 1K -2K

Seri A serisi
A series

ONE CIKANLAR - FEATURES

B Kaba ve ince dis programi tek gévdede
Coarse and fine thread programme in one body

B MF 4 ... 5x 0,5 ince dis kapsami
MF 4 ... 5 x 0.5 fine thread coverage

ILGILI SAYFALAR - SEE ALSO

Kapasite 6zet tablosu
p. 26 Capacity overview
s. 27

Dis standardi kapsam matrisi
p. 27 Thread standard coverage matrix

Ovalama oncesi ¢ap hazirhigi
p. 50 Blank preparation before rolling

Malzeme ve ovalama degerleri
p. 52 Material suitability and rolling data

Sorun giderme

Dis toleransi ve 6lgim
p. 58 Thread tolerance and inspection

PARLATMA

Smoothing - mm | inch

?3-035 @ 0.118 - & 0.138
@35-04 @ 0.138 - @ 0.157
D4-045 @0.157 -3 0.177
D45-35 @0.177 -2 0.197
Bd5-055 @0.197 -3 0.217
@55-06 @ 0.217 -2 0.236

1K | 2K — makaranin giris (agizlama)
kademesi. Giris bolgesinde disler tam
yukseklige kademeli ulasir; K biyudikge
giris boyu uzar m

DX 2K — the lead ofiéwﬁroll. In the lead zone the

gressively; the larger K is,
I the longer the lead p. 8.

DiS STANDARTLARI
Metrik - M

Anma 6l¢usi x hatve
M3,5%0,6

M4 x0,7

M4 ..45x%x0,75
M5x0,8
M5..55x%0,9

M6 x1

Whitworth - BSW
Anma 6lcusi x TPI

BSW 5/32 - 32
BSW 3/16 ... 7/32 - 24

Metrik ince - MF
Anma 6lcusi x hatve

MF4..5x%x0,5

RAA-RGE OVALAMA PROGRAMI

?35..04x%x05 0.138 ...
d4..045%x05 0.157 ...
@45..05%x05 0.177 ...
@5..055x%x0,5 0.197 ...
@55..06x%x05 0.217 ...
@35..04x%x0,6 0.138 ...
@4..045%x0,6 0.157 ...
@45..05%x0,6 0.177 ...
@5..055x%x0,6 0.197 ...
@55..06x0,6 0.217 ...
d4..045%x0,8 0.157 ...

British Association -

Olgii sayfasi - Dimension page m

Thread standards - 1K —

Unified ince - UNF

BA Anma 6lcusi x TPI
Anma olgist x TPI UNE 6 — 40
BA4-385 UNE 6
EAS e UNF 10 - 32
BA2-313 UNF 12 - 28
BA1-282 UNF 1/4 - 28
BAO-254

Unified kaba - UNC

Anma ol¢isi x TPI
UNC 8 - 32
UNC 10...12-24
UNC 1/4 - 20

0.157 x 0.02
0.177 x 0.02
0.197 x 0.02
0.217 x 0.02
0.236 x 0.02
0.157 x 0.024
0.177 x 0.024
0.197 x 0.024
0.217 x 0.024
0.236 x 0.024
0.177 x 0.031

Whitworth ince - BSF
Anma oél¢isu x TPI

BSF 3/16 — 32
BSF 7/32 - 28
BSF 1/4 — 26

Rolling programme - mm | inch

@45..085x0,8 0.177 ... 0.197 x 0.031
?5..055x0,8 0.197 ... 0.217 x 0.031

@55..06x%x0,8 0.217 ... 0.236 x 0.031
@4..0245x%x1 0.157 ... 0.177 x 0.039
@45..05x%x1 0.177 ... 0.197 x 0.039
@5..055x%x1 0.197 ... 0.217 x 0.039
@55..06x1 0.217 ... 0.236 x 0.039
@4..045x%x1,2 0.157 ... 0.177 x 0.047
@45..05x%x1,2 0.177 ... 0.197 x 0.047
@5..055x1,2 0.197 ... 0.217 x 0.047
@55..06x1,2 0.217 ... 0.236 x 0.047



Vida ovalama aparati

Thread rolling head - Kiiglik cap programi

GOVDE /Bopy A-1 KAPASITE /capacitTy M5 -8 HATVE - P /piTtcH-P 0,8 —1,25 mm

APARAT - ROLLING HEAD - A-1

,(

\ ]
@
'S o

KAPASITE - CAPACITY

Hatve - P 0,8-1,25 mm
Giris kademesi 1K -2K
Seri A serisi

A series

ONE CIKANLAR - FEATURES

B Metrik M5 —-M 8, in¢ No. 12 — 5/16"
Metric M 5 — M 8, inch No. 12 — 5/16"

B RAA-RGE ovalama ve parlatma
programi
RAA-RGE rolling and smoothing programme

iLGILIi SAYFALAR - SEE ALSO

Kapasite 6zet tablosu
p. 26 Capacity overview

s. 27

Dis standardi kapsam matrisi
p. 27 Thread standard coverage matrix

Ovalama oncesi ¢ap hazirhgi
p. 50 Blank preparation before rolling

Malzeme ve ovalama degerleri
p. 52 Material suitability and rolling data

Sorun giderme

Dis toleransi ve dlgim
p. 58 Thread tolerance and inspection

PARLATMA

Smoothing - mm | inch

B5-06 @ 0.197 - 2 0.236
26-07 @ 0.236 -3 0.276
D7-28 2 0.276 - @ 0.315

1K | 2K — makaranin giris (agizlama)
kademesi. Giris bolgesinde disler tam
yukseklige kademeli ulasir; K buyudukce
giris boyu uzar m

1K/ 2K — the lead of the roll. In the lead zone the
teeth reach full height progressively: the larger K is,
the lgnger the lead p. 8.

Olgii sayfas! - Dimension page m

DiS STANDARTLARI Thread standards - 1K —

Metrik - M
Anma dlgusu x hatve

M5..6x0,8
M6..7x1
M8 x 1,25

Unified kaba - UNC

Anma o6lgusu x TPI
UNC 12 - 24
UNC 1/4 - 20
UNC 5/16 — 18

Whitworth ince - BSF
Anma ol¢isi x TPI

BSF 7/32 - 28
BSF 1/4 ... 9/32 - 26
BSF 5/16 — 22

Unified ince - UNF

Anma o6lgisu x TPI
UNF 12 - 28
UNF 1/4 — 28
UNF 5/16 — 24

Whitworth - BSW
Anma dlgusu x TPI

BSW 7/32 — 24
BSW 1/4 — 20
BSW 5/16 — 18
Metrik ince - MF
Anma 6lgusu x hatve
MF 6 ... 7x0,75
MF 8 x 1

British Association -

BA
Anma oélgusi x TPI

BAO-254
BA1-28,2

RAA-RGE OVALAMA PROGRAMI Rolling programme - mm | inch

a5 ..
a6 ...
a7 ...
a5 ...
d6 ...
DT ...
a5 ...
a6 ...
a7 ...
a5 ..
D6 ...
a7 ...
z6 ...
a7 ...
a6 ...
a7 ...

@6x0,5 0.197

@7x0,5 0.236 ...
@8x%x0,5 0.276 ...
@6x0,6 0.197 ...
@7x0,6 0.236 ...
@8x%x0,6 0.276 ...
@6x0,8 0.197 ...
@7x%0,8 0.236 ...
@8x0,8 0.276 ...
@6x1 0197 ..
@7x1 0236 ..
@8x1 0.276 ..
@7x%x1,2 0236 ...
@8x1,2 0.276 ...
@7x%x15 0.236 ...
@8x15 0.276 ...

... 0.236 x 0.02
0.276 x 0.02
0.315 x 0.02
0.236 x 0.024
0.276 x 0.024
0.315 x 0.024
0.236 x 0.031
0.276 x 0.031
0.315 x 0.031
. 0.236 x 0.039
.0.276 x 0.039
. 0.315 % 0.039
0.276 x 0.047
0.315 x 0.047
0.276 x 0.059
0.315 x 0.059

Tablolardaki 1K ve 2K isaretleri makaranin giris kademesini gosterir m; siparis kodunda
bildirilir. in¢ degerleri mm degerlerinden hesaplanmistir.

In the tables, the 1K and 2K marks indicate the lead of the roll p. 8; state it in the order code. The inch values are
calculated from the mm values.

OVALAMA ONCESI

CAP

BLANK DIAMETER

do:dz*Am

OVALAMA
DEGERLERI

ROLLING DATA
Malzemeye gore hiz ve
devir

Speed and rpm by material
p. 52

OLcU DEGisimi

SIZE CHANGE

Govde kalir, makara seti
degisir m

The body stays; the roll set
changes p. 54
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Vida ovalama aparati

Thread rolling head - Kiiglk ¢cap programi

GOVDE /80Dy A-2 KAPASITE /capaciTY M6 -10 HATVE - P /picH P 1-1,5mm Olcti sayfasi - Dimension page
APARAT - ROLLING HEAD - A-2 DiS STANDARTLARI Thread standards - 1K — 2K
Whitworth ince - BSF Unified kaba - UNC Metrik - M
Anma él¢isi x TPI Anma 6l¢isi x TPI Anma 6l¢isi x hatve
BSF 1/4 - 26 UNC 1/4 - 20 M6..8x1
BSF 5/16 — 22 UNC 5/16 — 18 M8..9x%x1.25
BSF 3/8 — 20 UNC 3/8-16 M 10 x 1,5
BSF 7/16 Y - 20 UNC 7/16 V) — 14

Metrik ince - MF

Anma o6lgisu x hatve

Whitworth - BSW

Unified ince - UNF

Anma 8lgiisii x TP Anma 6lgiisii x TP MF6 ... 8x0,75

BSW 1/4 — 20 UNF 1/4 — 28 MF8..10x1
KAPASITE - CAPACITY BSW 5/16 — 18 UNF 5/16 ... 3/8 — 24 MF 10 ... 11 x 1,25
M6-10 BSW 3/8 - 16 UNF 7/16 Y - 20 Konik boru - NPT

Anma o6lgusu x TPI

Hatve - P 1-1,5mm Konik boru - NPTF
Anma olgiisti x TP NPT 1/16 — 27
Girig kademesi 1K - 2K NPTF 1/16 — 27 NPT 1/8 — 27
Seri A serisi NPTF 1/8 - 27
A series

RAA-RGE OVALAMA PROGRAMI Rolling programme - mm | inch

ONE CIKANLAR - FEATURES
?6..28x%x05 0.236 ... 0.315 x 0.02

B A serisinde boru disi programi baslar @8..010x05 0.315 ... 0.394 x 0.02

The pipe thread programme begins in the A

series 26..08x0,6 0.236 ... 0.315 x 0.024
B NPT /NPTF 1/16" — 1/8" @8..210x0,6 0.315 ... 0.394 x 0.024
@6..08x0,8 0.236 ... 0.315 x 0.031
iLGILI SAYFALAR - SEE ALSO @8..210x0,8 0.315 ... 0.394 x 0.031
@6..08x1 0.236...0.315 x 0.039
Kapasite 6zet tablosu @8..0210x1 0.315 ... 0.394 x 0.039
p. 26 Capacity overview @6..08x12 0.236...0.315 x 0.047
Dgandardl apsam maisi @8..0210x12 0.315 ... 0.394 x 0.047
p. 27 Thread standard coverage matrix 26..08x1,5 0.236 ... 0.315 x 0.059
(s.50 | @8..010x1,5 0.315 ... 0.394 x 0.059
Ovalama 6ncesi ¢ap hazirligi @7..08x16 0.276 ... 0.315 x 0.063

.50 Blank tion before roll
P anx preparaion etore roing @8 .. 010x1,6 0.315 ... 0.394 x 0.063

Malzeme ve ovalama degerleri @7..08x20276..0315x0079
p. 52 Material suitability and rolling data ?8..010x2 0.315... 0.394 x 0.079

Sorun giderme 1) Kisa dis programinda gecerlidir. Tablolardaki 1K ve 2K isaretleri makaranin giris kademesini

gosterir m; siparis kodunda bildirilir. in¢ degerleri mm degerlerinden hesaplanmistir.

1) Valid for the short-thread programme. The values in the tables 1K and 2K marks indicate the lead of the roll p.
Di§ toleransi ve (")l(;l'.]m 8; state it in the order code. The inch values are calculated from the mm values.

p. 58 Thread tolerance and inspection

OVALAMA ONCESI OVALAMA OLcU DEGISIMi
) y GAP DEGERLERI SIZE CHANGE
BLANK DIAMETER ROLLING DATA Gévde kalir, makara seti
D6-08 @ 0.236 — @ 0.315 do = + » [ Malzemeye gore hiz ve degisir NN
devir The body stays; the roll set
@7-210 @ 0.276 — 0 0.394 Speed and rpm by material changes p. 54
p. 52

1K / 2K — makaranin giris (agizlama)
kademesi. Giris bolgesinde disler tam
yukseklige kademeli ulasir; K biyudikge
giris boyu uzar |

1K / 2K — the lead of the roll. In the lead zone the

teeth reach full height progressively; the larger K is,
the longer the lead p. 8.

QVABS vabs.com 32



Vida ovalama aparati

Thread rolling head - ince dis agirhk

GOVDE /Bopy A-2 N.LR. KAPASITE /caracity M6 -10 HATVE - P /piTcH - P ince hatve /fine pitch
Olgli sayfasi - Dimension page

APARAT - ROLLING HEAD - A-2 N.i.R. Thread standards - 1K — 2K

DiS STANDARTLARI

Metrik ince - MF
Anma dlgusi x
hatve

Unified ince -

UNF
Anma olgusi x TPI

Whitworth ince

- BSFS
Anma olgusi x TPI

Unified ozel -

UNS
Anma olgusu x TPI

MF6..7x0,5 UNF 5/16 ... 3/[8— ' BSFS1/4...5/16 @ UNS 1/4 ... 5/16 —
MF7..8x05 36 -32 40
MF6  7x075  UNF7/16-36 BSFS5/16...3/8  UNS3/8 ... 7/16 —
MF8..9x075  UNF7/16.. % 24
120 _ 3 BSFS5/16...3/8  UNS 7/16 ...
MF 9 ... 10 x 0,75 UNE e e~ 28 12924
MF 10 ... 11 x 28 BSFS 7/16 ...
0,75 UNE 7/16 129 _ 26 Unified ekstra
. MF 11 ... 12 x ince - UNEF
KAPASITE - CAPACITY 0.75 129 -26 ?Z'j? 7/21(? Anma dlgiisii x TPI
M6 - 10 MF8..9x1 UNFl)7/15 UNEF 5/16 ... 3/8
Hatve . P en MF9..10x1 t”iF 771262 Konik boru - -3
atve - ince hatve NPT UNEF 7/16 ... 1/2
€ ha MF10..11x 1
fine pitch 129 -20 Anma olgiisti x TPI  [IESPE]
Giris kademesi 1K -2K MF11..12x1 NPT 1/8 — 27 ”
MF 10 ... 11 x Konik boru - Unified standart
Seri A serisi 125 NPTF NPT 1/4-18 "UN
A series ME 11 .. 12 x Anma olgiisti x TPI Anma oélgust x TPI
1,25 NPTF 1/8 — 27 UN3/8 ... 7/16 —
; 32
ONE CIKANLAR - FEATURES MF12x1,5 NPTF 1/4 - 18

B MF 6 ... 12 ince dis kapsami
MF 6 ... 12 fine thread coverage

B NPT - NPTF 1/8" — 1/4" boru disi

ILGILi SAYFALAR - SEE ALSO

Kapasite 6zet tablosu
p. 26 Capacity overview
s. 27

Dis standardi kapsam matrisi
p. 27 Thread standard coverage matrix

Ovalama oncesi ¢ap hazirlig
p. 50 Blank preparation before rolling
s. 52

Malzeme ve ovalama degerleri
p. 52 Material suitability and rolling data

Sorun giderme

Dis toleransi ve 6lgim
p. 58 Thread tolerance and inspection

A-2 gdvdesinin ince hatve programidir. 1K /
2K — makaranin giris (agizlama) kademesi.
Giris bolgesinde disler tam yukseklige
kademeli ulasir; K buytdikce giris boyu uzar

The fine-pitch programme of the A-2 body. 1K / 2K —
the lead of the roll. In the lead zone the teeth reach
full height progressively; the larger K is, the longer
the lead p. 8.
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Vida ovalama aparati

Thread rolling head - Kalin dis agirhkh

GOVDE /8opy B-1 N.R. KAPASITE /capaciTy M8 -16 HATVE: P /piTcH-P 1,25 -2 mm Olcl sayfasi - Dimension page
APARAT - ROLLING HEAD - B-1N.R. DiS STANDARTLARI Thread standards - 1K — 2K

Unified kaba - UNC Whitworth ince - BSF Metrik - M

{ Anma él¢isi x TPI Anma 6l¢isi x TPI Anma 6l¢isi x hatve
UNC 3/8 - 16 BSF 5/16 — 22 M8..10x 1,25
UNC 7/16 - 14 BSF 3/8 — 20 M10...12x15
UNC 1/2 - 13 BSF 7/16 — 18 M12...14x 1,75
UNC 9/16 — 12 BSF 1/2 ... 9/16 — 16 M14..16x%2
UNC 5/8 — 11 BSF5/8 ... 11/16 — 14

Whitworth - BSW
Anma olcusi x TPI

Metrik ince - MF Unified ince - UNF

Anma 6l¢lstl x hatve Anma 6lglsti x TPI BSW 3/8 — 16
KAPASITE - CAPACITY MF8...10x1 UNF 5/16 ... 3/8 — 24 BSW 7/16 — 14
M 8 _ 16 MF 10 ... 12 x 1,25 UNF 7/16 ... 1/2 - 20 BSW 1/2 ... 9/16 — 12
MF12..14x15 UNF 9/16 ... 5/8 — 18 BSW 5/8 — 11
Hatve - P 1,25 -2 mm
o . Boru disi - G Yuvarlak dis - Rd Konik boru - NPT
Giris kademesi 1K -2K Anma 8lgiisti x TP Anma 6lgiisii x hatve Anma 8lgiisti x TP
. . G1/4-19 Rd 16 x 1/8 NPT 1/4 - 18
Seri B serisi
B series
Konik boru - NPTF
Anma ol¢isi x TPI
ONE CIKANLAR - FEATURES NPTF 1/4 — 18

B Genel amagli orta 6l¢l programi

General-purpose medium-size programme RAA-RGE OVALAMA PROGRAMI Rolling programme - mm | inch

B G, Rd, NPT ve NPTF boru dis kapsami
G, Rd, NPT and NPTF pipe thread coverage ?8..010x0,5 0.315...0.394x0.02 @8..010x1,2 0.315... 0.394 x

©10..012x05 0.394 ... 0.472 0.047
—_— 0.02 @10..@12x12 0.394 ... 0.472 x
ILGILI SAYFALAR - SEE ALSO G12.. @14%05 0472 ... 0.551 x 0.047
002 B12..014x12 0472 .. 0551 »
Kapasite 6zet tablosu 14 ... 216 x0,5 0.551 ... 0.63 x 0.02 0.047
p. 26 Capacity overview @8 .. @10x06 0.315 ... 0.394 x OQC:)L:7 @16 x1,2 0.551 ... 0.63 x
0.024 :
Dis standardi kapsam matrisi @10..212x0,6 0.394 ...0.472 x 0@(?59 ©10x1,5 0315 ... 0.394 x
p. 27 Thread standard coverage matrix 0.024 '
PEN 012 014x06 0472..0851x oy 0127 LS 0.394. 0472
Ovalama 6ncesi ¢ap hazirhgi 0.024 512 . @14x15 0472 . 0.551 x
p. 50 Blank preparation before rolling @14 ... 216%x0,6 0.551 ... 0.63 % 0 059"' o B
s52 [ '
@14 ..0216x15 0.551...0.63 x
Malzeme ve ovalama degerleri 28..010x08 0.315 ... 0.394 x 0.059
p. 52 Material suitability and rolling data 0.031 8. B10x16 0315 ... 0.394 x
DI | 00 ©12%08 0394..0a2x Gy P07 O35 0
0.031 .
Sorun giderme
312 ..214%x0,8 0.472 ... 0.551 x ) D) oo (2 S 05 R oo (ATIE
sss I 0.063
Dis toleransi ve 6l¢iim ' @12 .0 14%x1,6 0472 ...0.551 x
p. 58 Thread tolerance and inspection 0@(;-;1 216 x0,8 0.551 ... 0.63 x 0.063
@8..010x1 0.315..0394x0,039 O - @10>16 0551 ...0.63x
Smoothing - mm | inch :
Pk 9 l Z10..212x1 0.394 ...0.472 x 0.039 @9 .. F10x2 0.354 ... 0.394 x 0.079
?8-010 @ 0.315-7 0.394 @12 ..014x1 0.472 ... 0.551 x 0.039 @10 .. @12 %2 0.394 ... 0.472 x 0.079
210-212 20.394- 00472 ©14..016x1 0551...0.63x0039 515 G14x2 0.472...0.551 x 0.079
©12-014 ©0.472 -2 0.551 @14 ..@ 16 x 2 0.551 ... 0.63 x 0.079
B14-0 16 @ 0.551 - @ 0.63

1K /| 2K — makaranin giris (agizlama)
kademesi. Giris bolgesinde disler tam
yuikseklige kademeli ulasir; K biyudikge
giris boyu uzar m

1K / 2K — the lead of the roll. In the lead zone the
teetit reaci fuii freight progressively; tie farger Kis,

@ vaBs 'VaF"EdFR P34



Vida ovalama aparati
B-l D " N " R- Thread rolling head - Kalin dis - doner yiritme

GOVDE /8opy B-1D.N.R. KAPASIiTE /capaciTy M8 -16 HATVE - P /pitcH-P 1,25 -2 mm Olcli sayfasi - Dimension page

APARAT - ROLLING HEAD - B-1D.N.R. DiS STANDARTLARI Thread standards - 1K —

Unified kalin - Metrik kalin - M Whitworth kalin Metrik ince - MF
{ UNC Anma odlglsi x - BSW Anma odlglsi x
Anma 6lgiisti x TPI hatve Anma olgiisti x TPI hatve

UNC 3/8 - 16 M8..10x125  BSW3/8-16 MF 8 ...10x 1
UNC 7/16 - 14 M8..12x15  BSW7/16-14 MF 10 ... 12 x
UNC 1/2 - 13 M12..14x175 BSW12..9/16 = 2

UNC 9/16 — 12 M14 ... 16x2 -12 MF 12 ... 14 x 1,5
UNC 5/8 — 11 BSW 5/8 — 11

Whitworth ince Unified ince -

UNF

- BSF Anma 6lgiisi x TP

Anma dlgust x TPI

Yuvarlak dis -

Rd
KAPASITE - CAPACITY Anma 6lguisii x TPI BSF1/2...9/16 - G1/4-19 gzll\“: 9/16 ... 3/8 -
16
M 8 — 16 BSE5/8 ... 11/16 Konik boru - UNF 7/16 ... 1/2 —
Konik boru - -14 NPT 20
Hatve - P 1,25-2 mm e Anma 6lgiisii x TPI UNF 9/16 ... 5/8 —
Anma 6lguisii x TPI NPT 1/4 - 18 18
Giris kademesi 1K -2K
NPTF 1/4 — 18
Seri B serisi
B series

ONE CIKANLAR - FEATURES

B B-1 N.R. kapsami, doner ydritmeli
govde
The coverage of B-1 N.R. in a rotary-drive body
B G : NPT - Rd boru ve yuvarlak dis
programi

iLGILIi SAYFALAR - SEE ALSO

Kapasite 6zet tablosu
p. 26 Capacity overview

s. 27

Dis standardi kapsam matrisi
p. 27 Thread standard coverage matrix

Ovalama oncesi ¢ap hazirhgi
p. 50 Blank preparation before rolling

Malzeme ve ovalama degerleri
p. 52 Material suitability and rolling data

Sorun giderme

Dis toleransi ve dlgim
p. 58 Thread tolerance and inspection

Bu gdvde, ayni kapasitedeki temel gévdeyle
ayni dis programini kullanir; farki yaratme
bicimidir. 1K I 2K — makaranin giris
(agizlama) kademesi. Giris bolgesinde disler
tam yukseklige kademeli ulasir; K buytdiikce
giris boyu uzar

This body uses the same thread programme as the
base body of the same capacity; the difference is the
drive. 1K/ 2K — the lead of the roll. In the lead zone
the teeth reach full height progressively; the larger K
is, the longer the lead p. 8.
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Thread rolling head - ince dis agirhki

GOVDE /8opy B-1 N.LR. KAPASITE /caracity M8 -16 HATVE - P /riTcH - P ince hatve /fine pitch

APARAT - ROLLING HEAD - B-1 N.i.R.

KAPASITE - CAPACITY

Hatve - P ince hatve
fine pitch

Giris kademesi 1K -2K
Seri B serisi
B series

ONE CIKANLAR - FEATURES

M ince hatveli dis programi
Fine-pitch thread programme

B Kisa dig sinirt 19 mm (0,748") - kagis
payi dahil
Short-thread limit 19 mm (0.748") - run-out
allowance included

iLGILi SAYFALAR - SEE ALSO

Kapasite 6zet tablosu
p. 26 Capacity overview

s. 27

Dis standardi kapsam matrisi
p. 27 Thread standard coverage matrix

Ovalama 6ncesi ¢ap hazirligi
p. 50 Blank preparation before rolling

Malzeme ve ovalama degerleri
p. 52 Material suitability and rolling data

Sorun giderme

Dis toleransi ve 6lgim
p. 58 Thread tolerance and inspection

1K |/ 2K — makaranin giris (agizlama)
kademesi. Giris bolgesinde disler tam
yuikseklige kademeli ulasir; K biyudikge
giris boyu uzar m

1K / 2K — the lead of the roll. In the lead zone the
teeth reach full height progressively; the larger K is,
the longer the lead p. 8.
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DiS STANDARTLARI
Metrik ince - MF

Anma 6l¢isi x hatve
MF8...10x%x 0,5

MF 8 ...10 x 0,75

MF 10 ... 12 x 0,75
MF10...12x1

MF12 ...14x1

MF 14 ..16x1

MF16.. 1810 x1
MF18 D .. 20D x1
MF 14 ... 16 x 1,25
MF16..18 Y x15
MF18 D ... 200 x15
MF20D . 220 x15

Boru disi - G
Anma oélcusi x TPI

G 1/8-28
G1/4-19

G3i8Y-19

G12Y_14

Unified ince - UNF

Anma o6lgisu x TPI

UNF 9/16 ... 5/8 — 18

UNF11/16 V) ... 314D —
16

OVALAMA ONCESI
CAP
BLANK DIAMETER

do:dzJ“Am

Olcli sayfasi - Dimension page

Whitworth ince -

BSFS
Anma olgusi x TPI

BSFS 5/16 ... 3/8 — 32
BSFS 7/16 ... 1/2 - 26
BSFS 1/2 ... 9/16 — 20
BSFS 1/2 ... 9/16 — 26
BSFS 9/16 ... 5/8 — 20
BSFS 9/16 ... 5/8 — 26

BSFS5/8 ... 11/16 V) —
20

BSFS 5/8 ... 11/16 V) —
26

BSFs3/4Y ... 1316V
—26

BSFS3/4 Y ... 13/16 Y
- 16

BSFS3/4 Y ... 13/16 Y
20

BSFS 13/16 Y ... 7/8 V)
20

Konik boru - NPT
Anma élgust x TPI

NPT 1/8 — 27
NPT 1/4 - 18
NPT 3/8 - 18

Konik boru - NPTF

Anma 6l¢isi x TPI
NPTF 1/8 — 27
NPTF 1/4 — 18
NPTF 3/8 — 18

OVALAMA
DEGERLERI
ROLLING DATA

Malzemeye gore hiz ve

devir

Speed and rpm by material
p. 52

Vida ovalama aparati

Thread standards - 1K —

Unified standart - UN

Anma ol¢isi x TPI

UN 7/16 ... 1/2 - 32

UN 1/2 ... 9/16 — 20
UN1/2 ... 9/16 — 28
UN1/2 ... 9/16 — 32
UN 9/16 ... 5/8 — 20
UN 9/16 ... 5/8 — 28
UN 9/16 ... 5/8 — 32
UNS5/8 ... 11/16 D — 16
UN5/8 ... 11/16 P - 20
UNS5/8 ... 11/16 ) — 28

UN3/4Y 13160 -
16

Unified ekstra ince -
UNEF

Anma o6lgisu x TPI

UNEF 5/16 ... 3/8 — 32
UNEF 3/8 ... 7/16 — 32
UNEF 7/16 ... 1/2 - 28
UNEF 9/16 ... 5/8 — 24

UNEF5/8 ... 11/16 V) —
24

UNEF 11/16 D ... 3149
- 20

UNEF 3/4 Y ... 13/16 Y
20

UNEF 13/16 V) ... 7/8
20

OLCcU DEGISIMI

SIZE CHANGE

Govde kalir, makara seti
degisir m

The body stays; the roll set
changes p. 54



Vida ovalama aparati

B-1 D.N.I.R.

Thread rolling head - ince dis - déner yiiriitme

GOVDE /Bopy B-1D.N.L.LR. KAPASITE /capaciTy M8 —-16 HATVE - P /PiTcH-P ince hatve / fine pitch
Olcli sayfasi - Dimension page E

APARAT - ROLLING HEAD - B-1 D.N.i.R.

DiS STANDARTLARI

Metrik ince - MF
Anma dlgusi x
hatve

Whitworth ince

- BSFS
Anma olgusi x TPI

Thread standards - 1K

Unified standart
- UN
Anma olgusi x TPI

Unified ekstra

ince - UNEF
Anma olgusu x TPI

MF8...10x0,5 BSFS5/16 ...3/8  UN7/16 ... 1/2 - UNEF 5/16 ... 3/8
MF8..10x075 —32 32 -32
ME 10 . 12 x BSFS7/16..12 UN1/2..9/16-  UNEF 3/8...7/16
0.75 -26 32 —%7
MF10  12x1  BSFS1/2..9/16 UN9/16..58-  UNEF7/16...1/2
- 26 32 - 28
MF12..14x1
BSFS 9/16 ... 5/8 UN 1/2 ... 9/16 — UNEF 9/16 ... 5/8
MF14 ... 16 x 1 26 28 _o4
. 1) —
KAPASITE - CAPACITY MF16...18 7/ x 1 BSFSSIS ;JSN 9/16 ... 5/8 UNEFS/S
ME18 .. 20V x 1 11/16 ~ — 26 11/16 ~ — 24
1
M8-16 MF 14 ... 16 x BSFS3/4 Y .. U§85/8 11160 UNEF 1116 D ..
1) _ - 1_
Hatve - P ince hatve 1,25 13/16 26 UN 12 916 3/4 20
fine pitch ME 16 ... 18 D x BSFS 1/2 ... 9/16 20 - UNEE3/4 D ..
Giris kademesi 1K-2k 15 -20 13/16 Y - 20
1) BSFS 9/16 ... 5/8 | | UN9/16 ... 5/8 -
_ _ MF18..200x P00 20 UNEF 13/16 ) ...
Seri B serisi 1,5 78 1 _90
B series ME20D 22 BSES 5/8 ... UN5/8 ... 11/16
WA 11716 U - 20 -20
. ’ 1)
ONE CIKANLAR - FEATURES BSFS 3/4 Y .. 9'1165/8 - 1116
: o Konik boru - 13/16 1) - 20 G 1/8-28
B B-1 N.L.R. kapsami, doner yuritmeli NPTF UN3/aD
gévde Anma élgiisii x TP BSFS 13169 .. 13/16 D — 16 G1/4-19
The coverage of B-1 N.i.R. in a rotary-drive body NPTF 1/8 — 27 7187 ~20 G381 -19
B MF 8 ... 22 ince dis kapsami NPTE 1/4 — 18 BSFS 3/4 b Konik boru - G12Y_14
MF 8 ... 22 fine thread coverage NPTF 3/8 — 18 13/16 7 - 16 sy

Anma olgusi x TPI

— Unified ince - NPT 1/8 — 27

ILGILI SAYFALAR - SEE ALSO UNF o NPT 1/4 — 18
Anma dlgust x TPI

s26 NPT 31518

Kapasite 6zet tablosu
p. 26 Capacity overview

s. 27

Dis standardi kapsam matrisi
p. 27 Thread standard coverage matrix

Ovalama oncesi ¢ap hazirhgi
p. 50 Blank preparation before rolling

Malzeme ve ovalama degerleri
p. 52 Material suitability and rolling data

Sorun giderme

Dis toleransi ve dlgim
p. 58 Thread tolerance and inspection

Bu gdvde, ayni kapasitedeki temel gévdeyle
ayni dis programini kullanir; farki yaratme
bicimidir. 1K I 2K — makaranin giris
(agizlama) kademesi. Giris bolgesinde disler
tam yukseklige kademeli ulasir; K buytdiikce
giris boyu uzar

This body uses the same thread programme as the
base body of the same capacity; the difference is the
drive. 1K / 2K — the lead of the roll. In the lead zone

the teeth reach full height progressively; the larger K
is, the longer the lead p. 8.

UNF 9/16 ... 5/8 —
18

UNF 11/16 V) ...
34916
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Vida ovalama aparati

Thread rolling head - Kalin dis agirhkl

GOVDE /80Dy B-2 N.R. KAPASITE /capaciTy M 12 -22 HATVE - P /piTcH-P 1,75 -2,5 mm Olcl sayfasi - Dimension page

APARAT - ROLLING HEAD - B-2 N.R. DiS STANDARTLARI Thread standards - 1K — 2K
Unified kaba - UNC Whitworth ince - BSF Whitworth - BSW
Anma o6l¢isu x TPI Anma dlgusi x TPI Anma o6l¢isu x TPI

UNC 7/16 - 14 BSF 7/16 — 18 BSW 7/16 — 14

UNC 1/2 - 13 BSF 1/2 ... 9/16 — 16 BSW 1/2 ... 9/16 — 12
UNC 9/16 — 12 BSF5/8 ... 11/16 — 14 BSW5/8 ... 11/16 - 11
UNC 5/8 — 11 BSF 3/4-12 BSW 3/4 - 10

UNC 3/4-10 BSF 7/8 ... 15/16 1) — BSW 7/8 ... 15/16 — 9
UNC 7/8 -9 u

Metrik ince - MF

Unified ince - UNF Luibsly) EEEEEEE
KAPASITE - CAPACITY Anma 8lciisi x TPI e e ki MF12..14x15
M 12 - 22 UNF 7/16 ... 1/2 - 20 M12...14x 1,75 MF 14 .16 x 1,5
Hatve - P L7526 UNF 9/16 ... 5/8 — 18 M14 .. 16x2 MF 18 ... 20 x 2
atve - y —2,mMm
UNF 3/4 - 16 M18...20x25 MF 20 ... 22 x 2
Giris kademesi 1IK-2K  UNF7/8—14 WY o0 ZAN E .
Yuvarlak dis - Rd
Seri B serisi Konik boru - NPT Boru disi - G Anma lelsti x hatve
B series Anma 6lglisil x TPl Anma olgust x TPI Rd 18 ... 20 x 1/8
NPT 1/4 — 18 G1/4..3/8-19
= Konik boru - NPTF
ONE CIKANLAR - FEATURES G1/2-14
B Metrik M 12 — M 22 kalin dis NPTF 1/4 - 18

Metric M 12 — M 22 coarse thread

B Rd 18 — 20 yuvarlak dis kapsami RAA-RGE OVALAMA PROGRAMI Rolling programme - mm | inch

Rd 18 — 20 round thread coverage
312..014%x0,5 0472 @20..022%x0,8 0787 @18..0320x1,5 0.709

T ... 0.551 x 0.02 ... 0.866 x 0.031 ... 0.787 x 0.059
ILGILI SAYFALAR - SEE ALSO
@14..016x05 0551 @12..014x1 0472... @20..022x%x15 0.787
...0.63 x0.02 0.551 x 0.039 ... 0.866 x 0.059
Kapasite 6zet tablosu ?16..018x0,5 0.63 P14 .. 016x1 0551... @12..014x1,6 0.472
p. 26 Capacity overview ... 0.709 x 0.02 0.63 x 0.039 ... 0.551 x 0.063
@18 ..9020%x05 0709 @16..218x1 063... @14..016x1,6 0.551
Dis standardi kapsam matrisi ... 0.787 x 0.02 0.709 x 0.039 ... 0.63 x 0.063
p. 27 Thread standard coverage matrix @220..022%x05 0.787 @18..020%x1 0.709... @16..D018x1,6 0.63
_ ... 0.866 x 0.02 0.787 x 0.039 ... 0.709 x 0.063
Ovalama oncesi cap hazirligi @12..014%06 0472 @20..022x1 0.787.. @18... B20x1,6 0.709
p. 50 Blank preparation before rolling - 0.551 x 0.024 0.866 x 0.039 .- 0.787 x 0.063
_ @14..016x06 0551 @12..014x12 0472 @20..022x1,6 0.787
" : ...0.63 x0.024 ... 0.551 x 0.047 ... 0.866 x 0.063
Malzeme ve ovalama degerleri
p. 52 Material suitability and rolling data ?16..218x0,6 0.63 214..016x1,2 0551 @12..014x2 0.472 ...
a5 R - oosr A0 DoO0m
n @18 ..020%x0,6 0709 @16..218x1,2 0.63 @14 ...D16x2 0.551 ...
Sorun giderme ... 0.787 x 0.024 ... 0.709 x 0.047 0.63 x 0.079
B 0 022:060787 £18..020x120709 ©16..0182 063 ..
Dis toleransi ve dl¢tim . . ... 0.866 x 0.024 ... 0.787 x 0.047 0.709 x 0.079
p. 58 Thread tolerance and inspection
?12..014x0,8 0472 @20..022x12 0787 @18...0820x2 0.709 ...
... 0.551 x 0.031 ... 0.866 x 0.047 0.787 x 0.079
PARLATMA Smoothing - mm | inch @14..216x0,8 0551 @12..@14x15 0472 @20..@22x2 0.787 ...
...0.63 x0.031 ... 0.551 x 0.059 0.866 x 0.079
012-014 @0.472-00.551 ©16..018x08 063 @14..016x15 0.551
@14 - B 16 @ 0.551 — @ 0.63 ... 0.709 x 0.031 ... 0.63 x 0.059
@16 —-@ 18 @ 0.63—-@ 0.709 218..0220%x0,8 0.709 @16..018x%x15 0.63
... 0.787 x 0.031 ... 0.709 x 0.059
218-@ 20 @ 0.709 - @ 0.787
320-0@ 22 @ 0.787 — & 0.866

1K / 2K — makaranin giris (agizlama)
kademesi. Giris bolgesinde disler tam
yukseklige kademeli ulasir; K buyiidikge
giris boyu uzar m
.. / 2K — the lead roll. In the lead zone the
° VABSth Y@&Qﬁ'ﬁ@%ig gressively; the larger K is,
I the longer the lead p. 8.



Vida ovalama aparati
B'2 D " N " R- Thread rolling head - Kalin dis - doner yiritme

GOVDE /Bopy B-2 D.N.R. KAPASITE /caPACiTY M 12 -22 HATVE - P /PiTcH-P 1,75 - 2,5 mm  Olcii sayfasi - Dimension page

APARAT - ROLLING HEAD - B-2 D.N.R. DiS STANDARTLARI Thread standards - 1K —
Unified kalin - Whitworth kalin Whitworth ince Metrik kalin - M
UNC - BSW - BSF Anma 6lglisti
Anma olgusi x TPI Anma olgusi x TPI Anma olgusu x TPI hatve
UNC 7/16 — 14 BSW 7/16 — 14 BSF 7/16 — 18 M12...14x 1,75
‘ UNC 1/2 - 13 BSW1/2...9/16 = BSF1/2..9/16— M14..16x2
i UNC 9/16 — 12 -12 16 M18 ... 20 x 2,5
i mz VNG B 6 BSW5/8 ... 11/16  BSF5/8...11/16  \20 .. 22x 25
- e UNC 3/4— 10 U —u
B BSW 3/4 - 10 BSF 3/4 — 12 Metrik ince - ME
UNCHEERY BSW 7/8 ... 15/16  BSF 7/8 ... S
Yuvarlak dis - -9 15/16 V- 11 -
KAPASITE - CAPACITY Rd $ —— MF12...14x15
Anma 6|§US[] x TPI Unified ince - Boru dl$l ' (¢} MF 14 ... 16 x 1,5
M 12 — 22 UNF Anma 6lclst x TPI
Anma 6lgiisti x TPI ; ’ MF 18 ... 20 x 2
Hatve - P 1,75-2,5 mm UNE7/16 . 12 CU4-3B-19 vEog  22x2
Konik boru - 20 G1/2-14
Giris kademesi 1K - 2K NPT
s Anma 6lguisii x TPI UNF 9/16 ... 5/8 — Konik boru -
i isi NPT 1/4 — 18 19 NPTF
Seri B seris| UNF 3/4 - 16 Anma lgiisti x TP
B series
UNF 7/8 - 14 NPTF 1/4 — 18

ONE CIKANLAR - FEATURES

B B-2 N.R. kapsami, doner ydritmeli
govde
The coverage of B-2 N.R. in a rotary-drive body
B G : NPT - Rd boru ve yuvarlak dis
programi

iLGILIi SAYFALAR - SEE ALSO

Kapasite 6zet tablosu
p. 26 Capacity overview

s. 27
Dis standardi kapsam matrisi
p. 27 Thread standard coverage matrix

Ovalama oncesi ¢ap hazirhgi
p. 50 Blank preparation before rolling

s. 52

Malzeme ve ovalama degerleri
p. 52 Material suitability and rolling data

Sorun giderme

Dis toleransi ve dlgim
p. 58 Thread tolerance and inspection

Bu gdvde, ayni kapasitedeki temel gévdeyle
ayni dis programini kullanir; farki yiritme
bicimidir. 1K I 2K — makaranin giris
(agizlama) kademesi. Giris bolgesinde disler
tam yukseklige kademeli ulasir; K buytdiikce
giris boyu uzar

This body uses the same thread programme as the
base body of the same capacity; the difference is the
drive. 1K/ 2K — the lead of the roll. In the lead zone
the teeth reach full height progressively; the larger K
is, the longer the lead p. 8.
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Vida ovalama aparati

Thread rolling head - ince dis agirhk

GOVDE /8opy B-2 N.LR. KAPASITE /capaciTy M 12 -22 HATVE - P /piTcH - P ince hatve / fine pitch
Olcli sayfasi - Dimension page

APARAT - ROLLING HEAD - B-2 N.i.R. DiS STANDARTLARI Thread standards - 1K —

<

KAPASITE - CAPACITY

Hatve - P ince hatve
fine pitch
Giris kademesi 1K -2K
Seri B serisi
B series

ONE CIKANLAR - FEATURES

B MF 12 ... 30 x 1,5’e kadar ince dis
Fine thread up to MF 12 ... 30 x 1.5

B G 3/8" - 7/8" boru disi
G 3/8" - 7/8" pipe thread

ILGILI SAYFALAR - SEE ALSO

S. 26

Kapasite 6zet tablosu

p. 26 Capacity overview
s. 27

Dis standardi kapsam matrisi
p. 27 Thread standard coverage matrix

Ovalama 6ncesi ¢ap hazirhg
p. 50 Blank preparation before rolling

Malzeme ve ovalama degerleri
p. 52 Material suitability and rolling data

Sorun giderme

Dis toleransi ve 6lglim
p. 58 Thread tolerance and inspection

1K /| 2K — makaranin giris (agizlama)
kademesi. Giris bolgesinde disler tam
yukseklige kademeli ulasir; K biyudukge

giris boyu uzar m

1K/ 2K — the lead of the roll. In the lead zone the
teeth reach full height progressively; the larger K is,
the longer the lead p. 8.
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Whitworth ince -

BSFS
Anma o6lgusu x TPI

BSFS 9/16 ... 5/8 — 26

BSFS 5/8 ... 11/16 — 26
BSFS 11/16 ... 3/4 - 26
BSFS 3/4 ... 13/16 — 26
BSFS 9/16 ... 5/8 — 20

BSFS 5/8 ... 11/16 — 20
BSFS 11/16 ... 3/4 - 20
BSFS 3/4 ... 13/16 — 20

BSFS 13/16 ... 7/8 V) —
20

BsFs7/8 Y ... 15116 V
20

BSFS15/16 V... 1Y -
20

BSFS 11/16 ... 3/4- 16
BSFS 3/4 ... 13/16 — 16

BSFS1.1/8Y 12

BSFS 1.1/16 Y — 10

Boru disi - G
Anma o6lgisu x TPI

G3/8-19

G1/2..580_14
G314V _14
G7/8Y-14

OVALAMA ONCESI
CAP
BLANK DIAMETER

do:dz’“Am

Metrik ince - MF
Anma 8lgusi x hatve

MF12..14x1

MF14 .. 16 x 1
MF 16 ... 18 x 1

MF 18 ... 20 x 1

MF 16 ... 18 x 1,5
MF 18 ... 20 x 1,5
MF20..22x15
MF22..24Yx15

MF24Y 27U x15
ME27Y .30V x15

Unified ince - UNF

Anma oélglsu x TPI

UNF 5/8 — 18

UNF 11/16 ... 3/4 - 16
UNF 3/4 ... 13/16 — 16
UNF 7/8 — 14

UNF1D_-12

Konik boru - NPT
Anma dlcust x TPI

NPT 3/4 - 14
NPT 1/2 - 14
NPT 3/8 - 18

OVALAMA
DEGERLERI

ROLLING DATA
Malzemeye gore hiz ve

devir

Speed and rpm by material
p. 52

Unified ekstra ince -

UNEF
Anma o6lgusu x TPI

UNEF 1/2 - 28

UNEF 9/16 ... 5/8 — 24
UNEF 5/8 ... 11/16 — 24
UNEF 3/4 ... 13/16 — 20
UNEF 13/16 ... 7/8 — 20

UNEF 7/8 ... 15/16 1) —
20

UNEF 15/16 1 ... 1D~
20

UNEF 1.1/16 V) ... 1.1/8
—18

Unified standart - UN

Anma o6lgusu x TPI

UN5/8 ... 11/16 — 28
UN 11/16 ... 3/4 - 28
UN 3/4 ... 13/16 — 28
UN 13/16 ... 7/8 — 28
UN 5/8 ... 11/16 — 20

UN7/8...15116 D - 16
UN7/8...15/16 V- 12
Konik boru - NPTF
Anma olgisu x TPI

NPTF 3/4 — 14

NPTF 1/2 — 14

NPTF 3/8 — 18

OLGU DEGISiMmi

SIZE CHANGE

Govde kalir, makara seti
degisir [N

The body stays; the roll set
changes p. 54



B-2 D.N.I.R.

Vida ovalama aparati

Thread rolling head - ince dis - déner yiiriitme

GOVDE /Bopy B-2 D.N.I.LR. KAPASITE /capaciTy M 12 -22 HATVE - P /piTcH - P ince hatve /fine pitch
Olcli sayfasi - Dimension page E
Thread standards - 1K

APARAT - ROLLING HEAD : B-2 D.N.i.R.

£
\
| B2on,

Wiz,
7““'45“25.

KAPASITE - CAPACITY

Hatve - P ince hatve
fine pitch

Giris kademesi 1K -2K
Seri B serisi
B series

ONE CIKANLAR - FEATURES

B B-2 N.i.R. kapsami, déner yiiriitmeli
govde
The coverage of B-2 N.Ii.R. in a rotary-drive body
B MF 12 ... 30 ince dis kapsami
MF 12 ... 30 fine thread coverage

iLGILIi SAYFALAR - SEE ALSO

Kapasite 6zet tablosu
p. 26 Capacity overview

s. 27

Dis standardi kapsam matrisi
p. 27 Thread standard coverage matrix

Ovalama oncesi ¢ap hazirhgi
p. 50 Blank preparation before rolling

s. 52

Malzeme ve ovalama degerleri
p. 52 Material suitability and rolling data

Sorun giderme

Dis toleransi ve dlgim
p. 58 Thread tolerance and inspection

Bu gdvde, ayni kapasitedeki temel gévdeyle
ayni dis programini kullanir; farki yiritme
bicimidir. 1K I 2K — makaranin giris
(agizlama) kademesi. Giris bolgesinde disler
tam yukseklige kademeli ulasir; K buytdiikce
giris boyu uzar

This body uses the same thread programme as the
base body of the same capacity; the difference is the
drive. 1K / 2K — the lead of the roll. In the lead zone

the teeth reach full height progressively; the larger K
is, the longer the lead p. 8.

DiS STANDARTLARI

Whitworth ince
- BSFS
Anma olgusi x TPI

BSFS 9/16 ... 5/8
26

BSFS 5/8 ...
11/16 — 26

BSFS 11/16 ...
3/4 - 26

BSFS 3/4 ...
13/16 — 26

BSFS 9/16 ... 5/8
-20

BSFS 5/8 ...
11/16 — 20

BSFS 11/16 ...
3/4 - 20

BSFS 3/4 ...
13/16 — 20

BSFS 13/16 ...
718 - 20

BSFs7/8Y ...
15/16 V) - 20

BSFS 15/16 V) ...
1Y _20

BSFS 11/16 ...
3/4-16

BSFS 3/4 ...
13/16 - 16

BSFS 1.1/8 Y -
12

BSFS 1.1/16 U —
10

Konik boru -

NPTF
Anma dlgusi x TPI

NPTF 3/8 — 18
NPTF 1/2 - 14
NPTF 3/4 - 14

Metrik ince - MF
Anma 0dlcisu x

hatve
MF12..14x1
MF 14 .. 16 x 1
MF 16 ... 18 x 1
MF 18 ... 20 x 1
MF 16 ... 18 x 1,5
MF 18 ...20x 1,5
MF 20 ..22x15
MF 22 ... 24 x
1,5

MFE241 27D
x1,5

MFE27Y 30D
x 1,5

Konik boru -

NPT

Anma olgusi x TPI
NPT 3/8 — 18
NPT 1/2 - 14
NPT 3/4 - 14

Unified ekstra

ince - UNEF
Anma olgusu x TPI

UNEF 1/2 - 28

UNEF 9/16 ... 5/8
—24

UNEF 5/8 ...
11/16 - 24

UNEF 3/4 ...
13/16 — 20

UNEF 13/16 ...
7189 - 20

UNEF 7/8D ...
15/16 Y - 20

UNEF 15/16 V) ...
1920

UNEF 1.1/16 D ...
1.1/8D 18

Boru disi - G
Anma 8lgusi x TPI
G 3/8-19

G1/2..518Y -
14

G34Y-14
G7/8Y 14

Unified standart
- UN
Anma olgusu x TPI

UN5/8 ... 11/16 —

28
UN 11/16 ... 3/4 —
28

UN 3/4 ... 13/16 —
28

UN 13/16 ... 7/8 —
28

UN5/8 ... 11/16 —
20

UN7/8 ... 15/16 V)
- 16

UN 7/8 ... 15/16 V)
-12

Unified ince -
UNF

Anma odlgusi x TPI
UNF 5/8 — 18
UNF 11/16 ... 3/4
- 16

UNF 3/4 ... 13/16
- 16

UNF 7/8 — 14
UNF1Y_12

QVABS vabs.com 41




B-3 N.I.R.

Vida ovalama aparati

Thread rolling head - ince dis agirhk

GOVDE /8opy B-3 N.LR. KAPASITE /capacity M 16 - 36 HATVE - P /piTcH - P ince hatve / fine pitch

B-3 N.i.R.

v

APARAT - ROLLING HEAD -

Unified standart

- UN
Anma o6lgusu x TPI

Whitworth ince

- BSFS
Anma o6lgusu x TPI

Olcli sayfasi - Dimension page m

DIiS STANDARTLARI Thread standards - 1K — 2K

Metrik ince - MF

Anma olcusi x

hatve

Unified ekstra

ince - UNEF
Anma o6lgusu x TPI

UNS5i8Y .. 1116 BSFSS58Y ... MF16Y .. 18D UNEFS5/8 Y - 24
H-20 1116 - 26 — UNEF 11/16 V) -
1 1
UN11/16 D .. 3/4 BSFss@8Y .. X'V"; ég V.20 24
D_20 11/16 D - 20 ’ n 1 | UNEF 3/ D
UN3/4 D) 24 BsFs 116D .. MP20T 227 1316 -20
h :
UN34D 1316 34Y-26 ME22D 041  UNEF13/16% ..
D_16 BSFS11/16 Y ..  x15 781 - 20
. 1
KAPASITE - CAPACITY UN 1316 7g 34D -20 ME24D  pgD | UNEF78Y .
!
M 16 - 36 D _16 BSFS 11/16 Do x15 15/16 ) - 20
—_— 1
UN7/8D . 1516 34T 16 MF26D .. 282  UNEF1516% ...
Hatve - P ince hatve 1) _16 BSFS3/4 D . x15 1Y-20
fine pitch 1) 2 2 1
Giris kad . 1K — 2K uN7/8Y ... 15/16 13/16 /- 26 MF282 ... 302 UNEF 1D .
Irs kademest B D_12 BSFS 34 ... x15 1116 Y- 20
1_ 2) 2)
Seri Bserisi ~ UN1516%Y .. 1 ~ 18/167-20 MF 307 32 UNEF 1Y .
B series _16 BSES 3/4 Y .. ' 1.1/16 V- 18
1 2) 2)
un1D . 1116  13/16Y-16 QAE 2’2 -3 UNEF 1.1/16 D .
ONE GIKANLAR - FEATURES 1 _16 BSFS 13/16 V) ’ 1182 -18
28D _20  MF342 362 1
B B serisinin en genis ince dis kapsami UN1.1/16 % .. x15 UNEF2)1-1/16
The widest fine-thread coverage in the B series 1.1/82 - 20 BSFS 17/8 L. ME22D 241 1.1/8 < -16
® MF16..36x2 UN1.1/82) ... 15/16 ¥ - 20 x 2 UNEF 1.1/8 9 ...
1.3/16 2 - 20 BSFS 1516V ... \yE24D gD | 1.3162-18
D
iLGILi SAYFALAR - SEE ALSO UN1.1/82 .. ! 20 X2 Unified ince -
1.3162 - 16 BSFS1Y ... ME26D 282 UNE
D O 0 N et e
Kapasite 6zet tablosu ~2) Ao 1) 2) 2) 7
p. 26 Capacity overview 1.3/16 % -12 BSFSZ;L1/16 XM; 28 ...30 UNF5/8 1 - 18
UN1g1eD . PR rad e | UNERASY..
1
Dis standardi kapsam matrisi 11/47-16 BSFS 12')1/8 x 2 34 -16
p. 27 Thread standard coverage matrix UN 1.3/16 2 .. 1.3/16 < - 20 2 » UNF13167D ..
ss0  NESEVER psFs1sd .. (ST T 790 g
" , ” 2)
Ovalama 6ncesi ¢ap hazirlig 2) 1.3/16 - 12 1
50 Blank pre :i;rapt)ion befgre rollin un 1.124 2 MF342)..362 UE R o
p- prep 9 1.5/16 2 - 16 BSFS1.3/162 ... x2 15/16 1) - 14
2) _
.52 NERITNERVE N 1.1/47 - 12 - UNE 15716 D 1
Malzeme ve oval_ama_degerlerl _ 15/16 2 — 12 BSES 1.1/42 . Boru fh?l . G _ 15
p. 52 Material suitability and rolling data 15162 — 12 Anma olcist x TPI
e IR e e S
, 1.3)89-16 BSFS 1.5/16 2 ... - 1116912
Sorun giderme 1.3/82 12 G12Y-14
L R NE 3561 .
2) _ 2) 1_ 2
Dis toleransi ve &lciim 1.3/8 12 BSFS ]é.)3/8 G 5/8 14 1.1/82 _12
p. 58 Thread tolerance and inspection UN1.3/82 . 1.7/16 - 12 G34V_14
2) _ s Konik boru -
176 , 16 Konik boru - G787 -14 NPTF
1K / 2K — makaranin giris (agizlama) UN13/82 ... NPT c19_11 Anma 5lglist x TP
kademesi. Girig bélgesinde disler tam 1.7/16 P - 12 AIIELE AR NPTF 3/8 — 18
yukseklige kademeli ulasir; K blytdikge NPT 3/8 — 18
giris boyu uzar m
1K / 2K — the lead of the roll. In the lead zone the OVALAMA ONCESI OVALAMA OLcU DEGISIMI
teeth reach full height progressively; the larger K is, CAP DEGERLERI SIZE CHANGE
Uit ey e (el G BLANK DIAMETER ROLLING DATA Govde kalir, makara seti

Malzemeye gore hiz ve

do=d, + 1 | Y degisir [N

devir The body stays; the roll set
Speed and rpm by material changes p. 54
p. 52
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Thread rolling head - Kalin dis agirhkl

Vida ovalama aparati

GOVDE /Bopy C-2 N.R. KAPASITE /capacity M14-30 HATVE:-P /piTcH-P 2-3,5mm

APARAT - ROLLING HEAD - C-2 N.R.

KAPASITE - CAPACITY

Hatve - P 2-3,5mm
Giris kademesi 1K -2K
Seri C serisi

C series

ONE CIKANLAR - FEATURES

B Biylk cap programinin temel gévdesi
The base body of the large-diameter programme
B Rd 20 - 26 ve G 3/8" - 5/8"
Rd 20 — 26 and G 3/8" - 5/8"

ILGILI SAYFALAR - SEE ALSO

Kapasite 6zet tablosu
p. 26 Capacity overview

Dis standardi kapsam matrisi
p. 28 Thread standard coverage matrix

Ovalama oncesi ¢ap hazirhgi
p. 50 Blank preparation before rolling
s. 52

Malzeme ve ovalama degerleri
p. 52 Material suitability and rolling data

Sorun giderme

Dis toleransi ve 6lgim
p. 58 Thread tolerance and inspection

PARLATMA Smoothing - mm | inch
@14 -0 17 @ 0.551 - & 0.669
@17 -0 20,5 @ 0.669 — @ 0.807
@3205-024 @ 0.807 — @ 0.945
D24 -0 27 @ 0.945 - @ 1.063
@27 -0 30 @1.063-@1.181

1K | 2K — makaranin giris (agizlama)
kademesi. Giris bolgesinde disler tam
yukseklige kademeli ulasir; K buyudukce

giris boyu uzar m

1K/ 2K the lead of the roll. In the lead zone the
teeth reach full height progressively; the larger K is,
the longer the lead p. 8.

DiS STANDARTLARI

Unified kaba - UNC
Anma dlgusu x TPI

UNC 9/16 — 12
UNC5/8-11
UNC 3/4-10
UNC 7/8-9
UNC1-8
UNC 1.1/8 -7

Metrik ince - MF
Anma o6l¢usu x hatve

MF 14 ...16x 1,5
MF 16 ... 18 x 1,5
MF 18 ... 20 x 2
MF 22 ... 24 x 2

Boru disi - G
Anma o6lgusu x TPI

G3/8-19
G1/2..5/8-14

RAA-RGE OVALAMA PROGRAMI

@14 ..017x0,5 0.551
... 0.669 x 0.02

@17 ...2205x%x0,5
0.669 ... 0.807 x 0.02

@205..0824x%0,5
0.807 ... 0.945 x 0.02

@24 ..027%x05 0.945
... 1.063 x 0.02

@27..230x%x0,5 1.063
... 1.181 x 0.02

@14 ..017x0,6 0.551
... 0.669 x 0.024

@17 ...220,5x%0,6
0.669 ... 0.807 x 0.024

2205 ..024x%x0,6
0.807 ... 0.945 x 0.024

@24 ..0827%x0,6 0.945
... 1.063 x 0.024

@27..230x%x0,6 1.063
... 1.181 x 0.024

@14 ..217%x0,8 0.551
... 0.669 x 0.031

@17 ...2205x%0,8
0.669 ... 0.807 x 0.031

©?205..0224x%x0,8
0.807 ... 0.945 x 0.031

@24..027x0,8 0.945
... 1.063 x 0.031

Whitworth - BSW
Anma o6l¢lsu x TPI

BSW 9/16 — 12

BSW 5/8 ... 11/16 — 11
BSW 3/4 ... 13/16 - 10
BSW 7/8 ... 15/16 — 9
BSW1-8

BSW 1.1/8 -7

Unified ince - UNF

Anma o6lgiisu x TPI
UNF 9/16 ... 5/8 — 18
UNF 3/4 - 16

UNF 7/8 — 14
UNF1-12

Yuvarlak dis - Rd
Anma 6lgiisu x hatve

Rd 20 ...22 x 1/8
Rd 24 ... 26 x 1/8

@27..230x0,8 1.063
... 1.181 x 0.031

@14..017x1 0551 ...
0.669 x 0.039

@17 ...2820,5%x1 0.669
... 0.807 x 0.039

@205..024x1 0.807
... 0.945 x 0.039

@24 ..0827x1 0945 ...
1.063 x 0.039

@27 ..2030x1 1.063 ...
1.181 x 0.039

@14..017x1,2 0551
... 0.669 x 0.047

@17..2205x%x1,2
0.669 ... 0.807 x 0.047

@205..024x%x12
0.807 ... 0.945 x 0.047

@24 ..0827x%x12 0945
... 1.063 x 0.047

@27..230x%x1,2 1.063
... 1.181 x 0.047

@14 ..017x15 0.551
... 0.669 x 0.059

@17..2205x%x15
0.669 ... 0.807 x 0.059

©205..024x%x15
0.807 ... 0.945 x 0.059

Olgii sayfas! - Dimension page

Thread standards - 1K — 2K

Metrik - M
Anma dlgusu x hatve

M14..16x2

M 18 ...20x 2,5
M20..22x25
M24..27x3
M27...30x%x35
Whitworth ince - BSF
Anma 6l¢isi x TPI

BSF 5/8 ... 11/16 — 14
BSF 3/4 ... 13/16 — 12
BSF 7/8 ... 15/16 — 11
BSF1-10
BSF1.1/8-9

Konik boru - NPT
Anma o6lgusu x TPI

NPT 1/2 - 14
Konik boru - NPTF
Anma oélgusi x TPI

NPTF 1/2 - 14

Rolling programme - mm | inch

@24..027x15 0.945
... 1.063 x 0.059

@27..2030x15 1.063
... 1,181 x 0.059

@14 ... 17 x1,6 0.551
... 0.669 x 0.063

@17 ...8205x%x1,6
0.669 ... 0.807 x 0.063

@205..9024x%x16
0.807 ... 0.945 x 0.063

@24..027x1,6 0.945
... 1.063 x 0.063

@27..2030x1,6 1.063
... 1,181 x 0.063

@14..017x2 0551 ...
0.669 x 0.079

@17 ... 20,5%x2 0.669
... 0.807 x 0.079

@205 ...024x2 0.807
... 0.945 x 0.079

D24 ..D827%x2 0945 ...
1.063 x 0.079

@27 ..230x%x2 1.063 ...
1.181 x 0.079
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Vida ovalama aparati

Thread rolling head - ince dis agirhk

GOVDE /Bopy C-2 N.LR. KAPASITE /capacity M 14 -30 HATVE - P /piTcH - P ince hatve / fine pitch

APARAT - ROLLING HEAD - C-2 N.i.R.

KAPASITE - CAPACITY

Hatve - P ince hatve
fine pitch
Giris kademesi 1K -2K
Seri C serisi
C series

ONE CIKANLAR - FEATURES

B MF 16 ... 42 x 2 ince dis kapsami
MF 16 ... 42 x 2 fine thread coverage
B G 3/8" - 1.1/4" boru disi
G 3/8" — 1.1/4" pipe thread

ILGILI SAYFALAR - SEE ALSO

S. 26

Kapasite 6zet tablosu

p. 26 Capacity overview
s. 28

Dis standardi kapsam matrisi
p. 28 Thread standard coverage matrix

Ovalama 6ncesi ¢ap hazirhg
p. 50 Blank preparation before rolling

Malzeme ve ovalama degerleri
p. 52 Material suitability and rolling data

Sorun giderme

Dis toleransi ve 6lglim
p. 58 Thread tolerance and inspection

1K /| 2K — makaranin giris (agizlama)
kademesi. Giris bolgesinde disler tam
yukseklige kademeli ulasir; K biyudukge
giris boyu uzar m

1K/ 2K — the lead of the roll. In the lead zone the
teeth reach full height progressively; the larger K is,
the longer the lead p. 8.
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DIiS STANDARTLARI

Whitworth ince

- BSFS
Anma o6lgusu x TPI

BSFS 11/16 ...
3/4-26

BSFS 3/4 ...
13/16 — 26

BSFS 11/16 ...
3/4-20

BSFS 3/4 ...
13/16 - 20

BSFS 13/16 ...
7/8 — 20

BSFS 7/8 ...
15/16 — 20

BSFS 15/16 — 20

BSFS1...1.1/16
-20

BSFS 1.1/16 ...
1.1/8 -20

BSFS 1.1/8 ...
1.3/16 - 20
BSFS 1.3/16 ...
1.1/4-20

BSFS 1.1/4 ...
1.5/16 - 20

BSFS 1.7/16 U —
20

BSFS 3/4 ...
13/16 - 16

BSFS 1.5/8 1) -
16

BSFS1...1.1/16
-12

BSFS 1.1/16 ...
1.1/8-12

BSFS 1.1/8 ...
1.3/16 - 12

BSFS 1.3/16 ...
1.1/4-12

BSFS 1.1/4 ...
1.5/16 - 12

BSFS 1.5/16 ...
1.3/8 -12

BSFS 1.3/8 ...
1.7/16 - 12

BSFS 1.7/16 ...
112912

BSFSs 1.12 1 ..
15180 12

Unified standart
- UN
Anma o6lgusu x TPI

UN 3/4 ... 13/16 —
32

UN 13/16 ... 7/8 —
32
UN 3/4 ... 13/16 -
28
UN 13/16 ... 7/8 —
28
UN 7/8 ... 15/16 —
28

UN 1.1/16 ...
1.1/8 -20

UN 1.1/8 ...
1.3/16 - 20

UN 1.3/16 ...
1.1/4-20

UN 1.1/4 ...
1.5/16 — 20

UN 13/16 ... 7/8 —
16

UN 7/8 ... 15/16 —
16

UN 15/16 ... 1 —
16
UN1..11/16-
16

UN 1.1/16 ...
1.1/8-16

UN 1.1/8 ...
1.3/16 - 16

UN 1.3/16 ...
1.1/4-16

UN 1.1/4 ...
1.5/16 - 16

UN 1.5/16 ...
1.3/8-16

UN 1.3/8 ...
1.7/16 — 16

UN 1.7/16 ...
112916

UN1.12D .
1.9/16 Y _16

Konik boru -

NPT
Anma oélgusi x TPI

NPT1-11,5
NPT 3/4 - 14

Olcli sayfasi - Dimension page m
Thread standards - 1K — 2K

Metrik ince - MF
Anma olcusi x

hatve

MF 16 ...18 x 1
MF18...20x 1
MF20...22x1
MF22..24x%x1
MF18...20x%x 1,5
MF20...22x15
MF22..24%x15
MF24 ..27%x15
MF 27 ...30x%x 15
MF30...33x15
MF33...36x%x15
MF 36 ... 39 1) x
1,5

MF38Y ... a0Y
x 1,5

MF 24 ... 27 x 2
MF 27 ... 30 x 2
MF 30 ...33x 2
MF 33 ... 36 x 2
MF36..39 Y x2

MF39D 42D
x 2

Boru disi - G
Anma élgusi x TPI

G3/8-19

G 1/2-14
G5/8—14
G3/4-14
G7/8-14
G1-11
G1u8bY-11
G114V -11

Unified ince -

UNF
Anma o6lgusu x TPI

UNF 7/8 — 14

UNF1..1.1/16 -
12

UNF 1.1/16 ...
1.1/8-12

UNF 1.1/8 ...
1.3/16 - 12

UNF 1.3/16 ...
1.1/4-12

UNF 1.1/4 ...
1.5/16 - 12

UNF 1.5/16 ...
1.3/8-12

UNF 1.3/8 ...
1.7/16 - 12

UNF 1.7/16 ...
112912

UNF1.1/2 9 .
1.9/16 V- 12

Unified ekstra

ince - UNEF
Anma olcusi x TPI

UNEF 3/4 ...
13/16 - 20

UNEF 13/16 ...
7/8 - 20

UNEF 7/8 ...
15/16 — 20

UNEF 15/16 ... 1
-20
UNEF 1 ... 1.1/16
-20

UNEF 1.1/16 ...
1.1/8-18

UNEF 1.1/8 ...
1.3/16 - 18

UNEF 1.3/16 ...
1.1/4-18

UNEF 1.1/4 ...
1.5/16 — 18

UNEF 1.5/16 ...
1.3/8-18

Konik boru -

NPTF
Anma o6lgusu x TPI

NPTF 1-11,5
NPTF 3/4 — 14




C-2 D.N.R.

Vida ovalama aparati

Thread rolling head - Kalin dis - doner yiritme

GOVDE /Bopy C-2 D.N.R. KAPASITE /capaciTy M 14 -30 HATVE:-P /PiTcH-P 2-3,5mm

APARAT - ROLLING HEAD - C-2 D.N.R.

KAPASITE - CAPACITY

Hatve - P 2-3,5mm
Giris kademesi 1K -2K
Seri C serisi

C series

ONE CIKANLAR - FEATURES
B C-2 N.R. kapsami, doéner yurtutmeli
govde
The coverage of C-2 N.R. in a rotary-drive body
B Parlatma programi bulunmaz

No smoothing programme available

iLGILIi SAYFALAR - SEE ALSO

Kapasite 6zet tablosu
p. 26 Capacity overview

Dis standardi kapsam matrisi
p. 28 Thread standard coverage matrix

Ovalama oncesi ¢ap hazirhgi
p. 50 Blank preparation before rolling

s. 52

Malzeme ve ovalama degerleri
p. 52 Material suitability and rolling data

Sorun giderme

Dis toleransi ve dlgim
p. 58 Thread tolerance and inspection

1K /| 2K — makaranin giris (agizlama)
kademesi. Giris bolgesinde disler tam
yukseklige kademeli ulasir; K buyudikge
giris boyu uzar m

1K/ 2K — the lead of the roll. In the lead zone the
teeth reach full height progressively; the larger K is,
the longer the lead p. 8.

Olgii sayfas! - Dimension page

DiS STANDARTLARI Thread standards - 1K — 2K
Metrik - M
Anma dlgusu x hatve

M14..16x%x2
M18...20%x 2,5
M20...22x25
M24 ..27x%x3
M27...30x%x35

Unified kaba - UNC
Anma dlgusu x TPI

UNC 9/16 — 12
UNC5/8-11
UNC 3/4-10
UNC 7/8-9
UNC1-8
UNC 1.1/8 -7

Metrik ince - MF
Anma o6l¢usu x hatve

MF 14 ...16x 1,5
MF 16 ... 18 x 1,5
MF 18 ... 20 x 2
MF 22 ... 24 x 2

Boru disi - G
Anma o6lgusu x TPI

G3/8-19
G1/2..5/8-14

RAA-RGE OVALAMA PROGRAMI

Whitworth - BSW
Anma o6l¢lsu x TPI

BSW 9/16 — 12

BSW 5/8 ... 11/16 — 11
BSW 3/4 ... 13/16 - 10
BSW 7/8 ... 15/16 — 9
BSW1-8

BSW 1.1/8 -7

Unified ince - UNF

Anma o6lgiisu x TPI
UNF 9/16 ... 5/8 — 18
UNF 3/4 - 16

UNF 7/8 — 14
UNF1-12

Yuvarlak dis - Rd
Anma 6lgiisu x hatve

Rd 20 ...22 x 1/8
Rd 24 ... 26 x 1/8

Whitworth ince - BSF

Anma 6l¢isi x TPI

BSF 5/8 ... 11/16 — 14
BSF 3/4 ... 13/16 — 12
BSF 7/8 ... 15/16 — 11
BSF1-10
BSF1.1/8-9

Konik boru - NPT
Anma o6lgusu x TPI

NPT 1/2 - 14
Konik boru - NPTF
Anma oélgusi x TPI

NPTF 1/2 - 14

Rolling programme - mm | inch

@14 ..017x0,5 0.551
... 0.669 x 0.02

@17 ...2205x%x0,5
0.669 ... 0.807 x 0.02

@205..924x%x05
0.807 ... 0.945 x 0.02

@24 ..027%x05 0.945
... 1.063 x 0.02

@27..230x%x0,5 1.063
... 1.181 x 0.02

@14 ..017x0,6 0.551
... 0.669 x 0.024

@17 ...220,5x%0,6
0.669 ... 0.807 x 0.024

2205 ..024x%x0,6
0.807 ... 0.945 x 0.024

@24..027x0,6 0.945
... 1.063 x 0.024

@27..230x%x0,6 1.063
... 1.181 x 0.024

@14 ..217%x0,8 0.551
... 0.669 x 0.031

@17 ...2205x%0,8
0.669 ... 0.807 x 0.031

©?205..0224x%x0,8
0.807 ... 0.945 x 0.031

@24..027x0,8 0.945
... 1.063 x 0.031

@27..230x0,8 1.063
... 1.181 x 0.031

@14..017x1 0551 ...
0.669 x 0.039

@17 ...2820,5%x1 0.669
... 0.807 x 0.039

@205..024x1 0.807
... 0.945 x 0.039

@24 ..0827x1 0945 ...
1.063 x 0.039

@27 ..2030x1 1.063 ...
1.181 x 0.039

@14..017x1,2 0551
... 0.669 x 0.047

@17..2205x%x1,2
0.669 ... 0.807 x 0.047

@205..024x%x12
0.807 ... 0.945 x 0.047

@24 ..0827x%x12 0945
... 1.063 x 0.047

@27..230x%x1,2 1.063
... 1.181 x 0.047

@14 ..017x15 0.551
... 0.669 x 0.059

@17..2205x%x15
0.669 ... 0.807 x 0.059

©205..024x%x15
0.807 ... 0.945 x 0.059

@24..027x15 0.945
... 1.063 x 0.059

@27..2030x15 1.063
... 1,181 x 0.059

@14 ... 17 x1,6 0.551
... 0.669 x 0.063

@17 ...8205x%x1,6
0.669 ... 0.807 x 0.063

@205..9024x%x16
0.807 ... 0.945 x 0.063

@24..027x1,6 0.945
... 1.063 x 0.063

@27..2030x1,6 1.063
... 1,181 x 0.063

@14..017x2 0551 ...
0.669 x 0.079

@17 ... 20,5%x2 0.669
... 0.807 x 0.079

@205 ...024x2 0.807
... 0.945 x 0.079

D24 ..D827%x2 0945 ...
1.063 x 0.079

@27 ..230x%x2 1.063 ...
1.181 x 0.079

C SERISI
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C-2 D.N.I.R.

Vida ovalama aparati

Thread rolling head - ince dis - déner yiiriitme

GOVDE /Bopy C-2 D.N.I.R. KAPASITE /capaciTy M 14 =30 HATVE - P /piTcH - P ince hatve /fine pitch

APARAT - ROLLING HEAD - C-2 D.N.I.R.

KAPASITE - CAPACITY

Hatve - P ince hatve
fine pitch
Giris kademesi 1K -2K
Seri C serisi
C series

ONE CIKANLAR - FEATURES
M C-2 N.i.R. kapsami, déner yiiriitmeli
govde
The coverage of C-2 N.i.R. in a rotary-drive body
B MF 16 ... 42 x 2 ince dis kapsami
MF 16 ... 42 x 2 fine thread coverage

iLGILi SAYFALAR - SEE ALSO

S. 26

Kapasite 6zet tablosu
p. 26 Capacity overview

S. 28

Dis standardi kapsam matrisi
p. 28 Thread standard coverage matrix

Ovalama 6ncesi ¢ap hazirhg
p. 50 Blank preparation before rolling

Malzeme ve ovalama degerleri
p. 52 Material suitability and rolling data

Sorun giderme

Dis toleransi ve 6l¢lim
p. 58 Thread tolerance and inspection

Bu gdvde, ayni kapasitedeki temel gévdeyle
ayni dis programini kullanir; farki yiriitme
bicimidir. 1K I 2K — makaranin giris
(agizlama) kademesi. Giris bolgesinde disler
tam yiikseklige kademeli ulasir; K biytdikce
giris boyu uzar

This body uses the same thread programme as the
base body of the same capacity; the difference is the
drive. 1K / 2K — the lead of the roll. In the lead zone

the teeth reach full height progressively; the larger K
is, the longer the lead p. 8.
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DIiS STANDARTLARI

Whitworth ince

- BSFS
Anma o6lgusu x TPI

BSFS 11/16 ...
3/4-26

BSFS 3/4 ...
13/16 — 26

BSFS 11/16 ...
3/4-20

BSFS 3/4 ...
13/16 - 20

BSFS 13/16 ...
7/8 — 20

BSFS 7/8 ...
15/16 — 20

BSFS 15/16 — 20

BSFS1...1.1/16
-20

BSFS 1.1/16 ...
1.1/8 -20

BSFS 1.1/8 ...
1.3/16 - 20
BSFS 1.3/16 ...
1.1/4-20

BSFS 1.1/4 ...
1.5/16 - 20

BSFS 1.7/16 U —
20

BSFS 3/4 ...
13/16 - 16

BSFS 1.5/8 1) -
16

BSFS1...1.1/16
-12

BSFS 1.1/16 ...
1.1/8-12

BSFS 1.1/8 ...
1.3/16 - 12

BSFS 1.3/16 ...
1.1/4-12

BSFS 1.1/4 ...
1.5/16 - 12

BSFS 1.5/16 ...
1.3/8 -12

BSFS 1.3/8 ...
1.7/16 - 12

BSFS 1.7/16 ...
112912

BSFSs 1.12 1 ..
15180 12

Unified standart
- UN
Anma o6lgusu x TPI

UN 3/4 ... 13/16 —
32

UN 13/16 ... 7/8 —
32
UN 3/4 ... 13/16 -
28
UN 13/16 ... 7/8 —
28
UN 7/8 ... 15/16 —
28

UN 1.1/16 ...
1.1/8 -20

UN 1.1/8 ...
1.3/16 - 20

UN 1.3/16 ...
1.1/4-20

UN 1.1/4 ...
1.5/16 — 20

UN 13/16 ... 7/8 —
16

UN 7/8 ... 15/16 —
16

UN 15/16 ... 1 —
16
UN1..11/16-
16

UN 1.1/16 ...
1.1/8-16

UN 1.1/8 ...
1.3/16 - 16

UN 1.3/16 ...
1.1/4-16

UN 1.1/4 ...
1.5/16 - 16

UN 1.5/16 ...
1.3/8-16

UN 1.3/8 ...
1.7/16 — 16

UN 1.7/16 ...
112916

UN1.12D .
1.9/16 Y _16

Konik boru -

NPT
Anma oélgusi x TPI

NPT1-11,5
NPT 3/4 - 14

Olcli sayfasi - Dimension page m

Thread standards - 1K —

Metrik ince - MF
Anma olcusi x

hatve

MF 16 ...18 x 1
MF18...20x 1
MF20...22x1
MF22..24x%x1
MF18...20x%x 1,5
MF20...22x15
MF22..24%x15
MF24 ..27%x15
MF 27 ...30x%x 15
MF30...33x15
MF33...36x%x15
MF 36 ... 39 1) x
1,5

MF38Y ... a0Y
x 1,5

MF 24 ... 27 x 2
MF 27 ... 30 x 2
MF 30 ...33x 2
MF 33 ... 36 x 2
MF36..39 Y x2

MF39D 42D
x 2

Boru disi - G
Anma élgusi x TPI

G3/8-19

G 1/2-14
G5/8—14
G3/4-14
G7/8-14
G1-11
G1u8bY-11
G114V -11

Unified ince -

UNF
Anma o6lgusu x TPI

UNF 7/8 — 14

UNF1..1.1/16 -
12

UNF 1.1/16 ...
1.1/8-12

UNF 1.1/8 ...
1.3/16 - 12

UNF 1.3/16 ...
1.1/4-12

UNF 1.1/4 ...
1.5/16 - 12

UNF 1.5/16 ...
1.3/8-12

UNF 1.3/8 ...
1.7/16 - 12

UNF 1.7/16 ...
112912

UNF1.1/2 9 .
1.9/16 V- 12

Unified ekstra

ince - UNEF
Anma olcusi x TPI

UNEF 3/4 ...
13/16 - 20

UNEF 13/16 ...
7/8 - 20

UNEF 7/8 ...
15/16 — 20

UNEF 15/16 ... 1
-20
UNEF 1 ... 1.1/16
-20

UNEF 1.1/16 ...
1.1/8-18

UNEF 1.1/8 ...
1.3/16 - 18

UNEF 1.3/16 ...
1.1/4-18

UNEF 1.1/4 ...
1.5/16 — 18

UNEF 1.5/16 ...
1.3/8-18

Konik boru -

NPTF
Anma o6lgusu x TPI

NPTF 1-11,5
NPTF 3/4 — 14




Vida ovalama aparati

Thread rolling head - Blyik ¢ap programi

GOVDE /Bopy C-3 N.R. KAPASITE /capaciTy M30-42 HATVE:-P /picH-P 3,5-4,5mm

APARAT - ROLLING HEAD - C-3 N.R.

KAPASITE - CAPACITY

M 30 -42

Hatve - P 3,5-4,5mm
Giris kademesi 1K -2K
Seri C serisi

C series

ONE CIKANLAR - FEATURES

B Standart programin en biyik govdesi
The largest body of the standard programme
B M42x45veRd40...42 x 1/6
M 42 x 4.5 and Rd 40 ... 42 x 1/6

ILGILI SAYFALAR - SEE ALSO

Kapasite 6zet tablosu
p. 26 Capacity overview

Dis standardi kapsam matrisi
p. 28 Thread standard coverage matrix

Ovalama oncesi ¢ap hazirhgi
p. 50 Blank preparation before rolling
s. 52

Malzeme ve ovalama degerleri
p. 52 Material suitability and rolling data

Sorun giderme

Dis toleransi ve 6lgim
p. 58 Thread tolerance and inspection

1K | 2K — makaranin giris (agizlama)
kademesi. Giris bolgesinde disler tam
yukseklige kademeli ulasir; K blyudikce

girig boyu uzar m

1K/ 2K — the lead of the roll. In the lead zone the
teeth reach full height progressively; the larger K is,
the longer the lead p. 8.

DiS STANDARTLARI

Metrik ince - MF
Anma dlgusu x hatve

MF 30 ...33x 2

MF 33 ... 36 x 2
MF 30 ...33x3
MF 33 ...36 x 3
MF 36 ...39x 3
MF 39 ...42x3
MF 40 ...42x 4

Whitworth - BSW
Anma dlgusu x TPI

BSW 1.1/4 -7
BSW 1.3/8 ... 1.1/2-6
BSW 1.5/8 -5

Unified kaba - UNC

Anma o6lgusu x TPI
UNC 1.1/4 -7
UNC 1.3/8 ...1.1/2-6

OVALAMA ONCESI
CAP
BLANK DIAMETER

do =, + » [

Unified standart - UN

Anma o6l¢lsu x TPI

UN1.1/4...1.3/8 x 16

Olgii sayfas! - Dimension page m

Thread standards - 1K —

Yuvarlak dis - Rd
Anma dlgusu x hatve

Rd 30 x 1/8

UN 1.3/8 ... 1.7/16 x 16 Rd 32...34x1/8
UN 1.1/4 ... 1.3/8 x 12 Rd 36 ... 38 x 1/8
UN1.1/4...1.3/8 x8 Rd 40 ... 42 x 1/6
UN 1.3/8...1.1/2x8 )

Metrik - M
UN1.1/2...1.5/8 x 8 Anma o6l¢usu x hatve
UN 1.9/16 ... 1.5/8 x 6 M30...33x 3,5
Whitworth ince - BSF M36...39 x4
Anma élgusi x TPI M 42 x 4,5

BSF 1.1/4-9

BSF1.3/8...1.1/2-8
BSF1.1/2...15/8-8

Unified ince - UNF
Anma o6lgisu x TPI

UNF 1.3/8 ... 1.1/2 x 12

OVALAMA
DEGERLERI

ROLLING DATA
Malzemeye gore hiz ve
devir

Speed and rpm by material
p. 52

Boru disi - G
Anma 6l¢isi x TPI

G7/8-14
G1..11/8-11
Gl1u4-11

Unified ekstra ince -

UNEF
Anma dlgusu x TPI

UNEF 1.1/4 ... 1.3/8 x
18

OLcU DEGiSimi

SIZE CHANGE

Govde kalir, makara seti
degisir

The body stays; the roll set
changes p. 54

C SERISI
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UYGULAMA

l Cok girisli dis sistemi O vass

Multi-start thread system Ultimate precision.

Cok girisli diste govde lizerinde birbirine paralel birden fazla dis yolu bulunur. Bir tur donuste parca, hatvenin giris sayisi kadar kati
ilerler; dis profili degismez, degisen yalnizca bir turda kat edilen eksenel mesafedir. Otomotiv yiriiyen aksam, hidrolik rakor ve ayar
mekanizmalari gibi hizli baglanti gereken uygulamalarda kullanilir.

A multi-start thread has more than one parallel thread path on the part. In one revolution the part advances by the pitch multiplied by the number of starts; the
thread profile does not change, only the axial distance covered in one revolution. It is used where a fast joint is required, such as automotive running gear,
hydraulic fittings and adjusting mechanisms.

ORNEK - M36 x Ph6 P 2 Example - three-start DIiS VERILERI Thread data

Gosterim M36xPh6P2
1

Anma capi - d 36 mm

Hatve - P 2mm

Giris sayisi - n 3 (U¢ agiz)

3 (three starts)

Adim-Ph=nxP 6 mm

Bolim dairesi capi - d, 34,70 mm

Dis dibi capi - d3 33,55 mm

Dis yiiksekligi - h3 1,227 mm

Helis agisi - A 3,15°

Giris agzi araligi 120° - eksenel 2 mm

A Dikkat — Cok girisli diste adim ve hatve birlikte
yaziir:: AM36 xPh6 P2 .Yalniz“M36 x 6"
yazilirsa tek girisli 6 mm hatveli dis anlasilir ve makara
programi yanlis secilir.

Caution — For a multi-start thread the lead and the pitch are
written together: M 36 x Ph 6 P 2. If only “M 36 x 6” is written, a

single-start thread of 6 mm pitch is understood and the wrong roll
programme is selected.

ALINDAN GORUNUS - UG GIiRiIS AGZI 120°'DE

Axial section - her dis ait oldugu girisin renginde

AXIAL SECTION Axial section - each thread in the colour of its start
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UYGULAMA

Cok girisli dis sistemi

Multi-start thread system
devam - continued

@ vaBs

Ultimate precision.

Kesitte komsu iki dis tepesi arasi daima P’dir; ayni girige ait iki dis arasi ise Ph. Profil 60° yanak acilidir, dis dibi ve tepe R 0,2 mm .

In section, the distance between two adjacent crests is always P; the distance between two teeth of the same start is Ph. The profile has a 60° flank angle; root and crest R 0.2

mm p. 12.

DEVELOPED VIEW Developed view - helix angleDeveloped view - helis agisi

1)

SILINDIR ACILIMI - m x d, = 109,0 mm

MAKARA SETI
ROLL SET

Makara seti bu adima gore 6zel taslanir;
sipariste giris sayisi bildirilir m

Ground specially to this lead; state the number of
starts when ordering p. 8.
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OVALAMA ONCESI CAP
BLANK DIAMETER

Giris sayisI hazirlik capini degistirmez

The number of starts does not change the blank
diameter p. 50.

HER GiRiS BIR TURDA 6 mm iLERLER

OVALAMA SURESI

ROLLING TIME

Aparat bir turda Ph kadar ilerler; dis boyu t¢
kat hizli tamamlanir.

The head advances by Ph per revolution; the thread
is completed three times faster.



l Ovalama oncesi cap hazirligi O vass

Blank preparation before rolling Ultimate precision.

Ovalamada talas kaldiriimaz; dis, malzemenin yer degistirmesiyle olusur. Bu nedenle ovalama dncesi ¢ap, bitmis disin anma ¢apindan
kiicuk tutulur ve bolim dairesi capina yaklasir. Hazirlik ¢api; dis profilinin dolmasini, 6l tutarhhigini ve makara 6mriini dogrudan
belirler.

Rolling removes no material; the thread is formed by displacing it. The blank diameter is therefore kept smaller than the nominal diameter of the finished thread
and approaches the pitch diameter. The blank diameter directly determines how the thread profile fills, the dimensional consistency and the roll life.

do = dz +
dy ovalama 6ncesi ¢ap - d, bolim dairesi ¢capi - A malzemeye baglh dizeltme
Metrik diste d, = d - 0,6495 x P (d anma cap!, P hatve)

BOLUM DAIRESI CAPI Pitch diameter - metrik kalin dis MALZEME DUZELTMESI A Material correction

A (mm)
Thread Pitch P (mm) Material group Tensile str.
M6 1,0 5,350 Otomat ve diisiik < 500 N/mm?2 0...+0,02
M8 125 7.188 karbonlu celik
M 10 15 9,026
M 12 1,75 10,863 Karbon ve alasimh 500 — 800 +0,02 ... +0,04
M 16 2,0 14,701 celik
M 20 2,5 18,376
Islah celigi 800 — 1100 +0,03 ... +0,06
M 24 3,0 22,052
M 30 3,5 27,727
M 36 4,0 33,402 Paslanmaz celik 500 — 700 +0,04 ... +0,08
M 42 4,5 39,077
Aliiminyum, bakir, 150 - 450 -0,02...0
pirin¢

Ornek — M 20 x 2,5, C45 malzeme: d, = 18,376 mm, A= +0,03
mm - ovalama 6ncesi ¢ap = 18,41 mm. Deger ilk parcada
olculerek dogrulanir

Example — M 20 x 2.5, C45 material: d 2 = 18.376 mm, A= +0.03 mm -
blank diameter = 18.41 mm. Verify the value by measuring the first part p. 58.

HAZIRLIK KOSULLARI Blank requirements

UYGULAMA
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devam - continued

Ovalama oncesi ¢cap hazirlhigi

Blank preparation before rolling

@ vaBs

Ultimate precision.

A Cap toleransi

Diameter tolerance

bdlim dairesi ¢capi toleransinin licte
biri; tolerans genisledikce dis 6l¢cusu
dagihr

one third of the pitch diameter tolerance; as
the tolerance widens the thread size scatters

A Pah

15° — 30°; bazi durumlarda 10°
kullanilabilir. Pah, dis dibi ¢apinin 0,5
— 1 mm altindan baslar. Ovalamada
pah 15° biydr: 30° kirillan pah 45°
cikar

15° — 30°; in some cases 10° may be used.

A

Boru parcgalar

Tubular parts

et kalinh@ dis derinliginin 1-3 katinin
(kiiciik cap) veya 4-8 katinin (biytk
¢ap) altindaysa i¢ dayama

if the wall thickness is below 1-3 times (small
diameter) or 4-8 times (large diameter) the

A Yiizey purazliliga
Surface roughness
Rz < 16 pm; kaba yiizey makara
profiline iz birakir

Rz < 16 pm; a rough surface leaves marks on
the roll profile

A Es eksenlilik

Concentricity

¢ok 0,05 mm

The chamfer starts 0.5 — 1 mm below the

minor diameter. In rolling the chamfer opens A Dis kagis boslugu
by 15°: a chamfer cut at 30° comes out at 45°

aparat ile parga ekseni arasinda en

thread depth, use a mandrel

Thread run-out clearance

faturaya dayanan dislerde uzunluk ve
cap bildirilir

for threads running up to a shoulder, state the
length and diameter

at most 0.05 mm between the axes of the

head and the part

A Dikkat

asinir. Diizeltme 0,01 — 0,02 mm adimlarla yapilmalidir

Caution — If the blank diameter is too small the crest does not fill; if it is too large the material overflows at the crest, a burr forms and the rolls wear early.
Corrections must be made in steps of 0.01 — 0.02 mm p. 56.

BORU PARGCALARDA ET KALINLIGI

tralan dis dibi capi ile boru i¢ capi arasinda kalan et kalinligi - h
dis derinligi = 0,6134 x P

Ovalama 6ncesi toplam et kalinlig1 buna gére 2 0,5 mm + 1,5 x
h olmaldir

Formul mutlak alt siniri verir, calisma payi icermez. Sinirin altinda
yontem ovalamadan sivamaya kayar: malzeme dis profiline akmak
yerine cidarin tamami igeri dogru sivanir. Dis dolmaz, boru i¢ gapi kugulur
ve kesit ovallesir. Alt sinira yakin ¢alismalarda i¢ dayama zorunludur.

The formula gives the absolute lower limit and contains no working allowance. Below
the limit the process shifts from rolling to ironing: instead of flowing into the thread
profile the whole wall is pressed inwards. The thread does not fill, the tube bore is
reduced and the section goes oval. A mandrel is mandatory when working close to the
lower limit.

A

A

— Ovalama 6ncesi ¢ap kugukse dis tepesi dolmaz; bilylkse malzeme dis tepesinden tasar, capak olusur ve makara erken

Wall thickness for tubular parts

Ovallik kontrolii

Ovality check

ilk parcada iki yonde ¢ap olgulur; fark 0,05 mm'yi
asmamalidir

measure the diameter in two directions on the first part; the difference
must not exceed 0.05 mm

ic dayama

Mandrel

boru i¢ gapina uygun mandrel cidarin kagmasini engeller;
malzemeyi dis profiline akmaya zorlar

a mandrel matched to the bore prevents the wall from collapsing and
forces the material to flow into the thread profile

Kaynakli boru

Welded tube

kaynak dikisi ovalama bdlgesinde profil bozuklugu yapabilir

a weld seam can distort the profile in the rolling zone

A Dikkat — Et kalinhidi yetersiz borularda ovalama kuvveti
kesiti ezer; dis agllsa bile parga 6lgl disina cikar. Et kalinhgi
talep formunda bildirilmelidir
Caution — In tubes with insufficient wall thickness the rolling force crushes

the section; even if the thread forms, the part goes out of size. The wall
thickness must be stated on the enquiry form p. 25.
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UYGULAMA

Malzeme uygunlugu ve ovalama
degerleri € vass

Material suitability and rolling data Ultimate precision.

Ovalanabilirligin dlgutd sertlik degil, malzemenin soguk sekil alabilmesidir. Sinir degerler ovalama sistemine gore degisir; sistem sinirlari
bu sayfanin sonundaki tabloda verilmistir. Serbest akis i¢in kopma uzamasinin %12 — %20 araliginda olmasi istenir; %20'ye yakin
malzemeler daha serbest akar. Sinir de§erlere yakin ya da disinda kalan islerde VABS’a danisiimalidir.

The criterion for rollability is not hardness but the ability of the material to be cold formed. The limits depend on the rolling system; the system limits are given in
the table at the foot of this page. For free flow an elongation at break of 12 — 20% is desirable; materials close to 20% flow more freely. For work close to or
beyond the limits, consult VABS.

Malzeme - Material Ovalanabilirlik
Tensile str. Cutting speed
N/mm? m/min
Otomat celigi - 11SMn30 380 -570 Cok iyi 30-60 Referans malzeme
Very good Reference material
Karbon celigi - C22 - C45 500 — 700 iyi 25-50 En yaygin uygulama
Good The most common application
Alasimli / 1slah celigi - 42CrMo4 800 — 1100 Sinirli 15-25 A dizeltmesi artar
Limited The A correction increases
Paslanmaz - 400 serisi (410) 500 — 750 iyi 15-30 410 en iyi ovalanan seri
Good 410 is the most readily rolled series
Paslanmaz - 300 serisi (304 / 316) 500 — 700 Sinirl - peklesir 10— 20 islem sertlesmesi yiiksek; kaginilir
Limited - work Work hardening is high; avoid
hardens
Aliiminyum alasimlari 150 - 400 Cok iyi 40 - 80 Yapisma riski
Very good Risk of pick-up
Bakir, piring, bronz 200 — 450 Cok iyi 40 - 80 Negatif A
Very good
Kursunlu ve siilfurlu celikler 400 - 600 Sinirh 20-40 Dis yanina pul yapismasi
Limited Flakes adhering to the flank
Titanyum alasimlari 900 — 1100 Sinirh 8-15 Dustik hiz, bol sogutma
Limited Low speed, ample coolant
Sertlestirilmis celik > 1700 Uygun degil — Ovalama 6ncesi Isil islem
Not suitable Heat treatment before rolling
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Malzeme uygunlugu ve ovalama
degerleri

Material suitability and rolling data Q vaBs
devam - continued Ultimate precision.

DEVIR VE ILERLEME Speed and feed SOGUTMA VE YAGLAMA Coolant and lubrication

A Bol ve dogrudan
Ample and direct
n devir sayisi (dev/dak), v kesme hizi (m/dak), dy ovalama éncesi cap sogutma, makara ile parganin temas bolgesine

(mm). Ornek: M 20, C45, v = 30 m/dak — n =520 dev/dak. yonlendirilmelidir
n is the spindle speed (rpm), v the cutting speed (m/min), d 0 blank diameter (mm). the coolant must be directed at the contact zone between roll and part
Example: M 20, C45, v = 30 m/min - n =520 rpm. A

n = (1000 x v) / (1t x dg)

Emiilsiyon %8 - 10
ilerleme ayrica verilmez: aparat, disin hatvesi kadar kendiliginden ilerler. Emulsion 8 — 10%
Tezgahtan zorlamali ilerleme uygulanmasi dis profilini bozar. Tegetsel

! ¢ hed yiiksek deformasyonlu islerde saf kesme yag: tercih edilir
ovalamada dis tek dalista olusur; dis boyu makara genisligiyle sinirhdir.

neat cutting oil is preferred for highly deformed work
No separate feed is applied: the head advances by itself by the pitch of the thread.
Forcing a feed from the machine distorts the thread profile. In tangential rolling the A Filtrasyon

thread is formed in a single infeed; the thread length is limited by the width of the roll. talas ve kir makara profiline iz birakir

Do (mm) v=15 v =30 v =50 chips and dirt mark the roll profile

26 795 1590 2650 A Kesintisiz akis

210 477 955 1590 Uninterrupted flow

18,4 260 519 865 sogutmanin kesilmesi makara émrund hizla dustrir

2 30 159 318 531 loss of coolant shortens roll life rapidly

242 114 227 379

A Dikkat — Ovalama kuvveti talagh yonteme gore yiksektir.

Devir sayilari dev/dak. Parga baglamasi, punta destegi ve tezgah rijitligi bu kuvvete
Speeds rpm

uygun olmalidir; ince ve uzun pargalarda punta veya liinet

kullaniimalidir.

Caution — The rolling force is higher than with a cutting method. The
workpiece clamping, the tailstock support and the rigidity of the machine must
suit this force; on thin and long parts a tailstock centre or a steady rest must
be used.

SOGUTMA SIVISI SECiMI Coolant selection

Konsantrasyon Not

Material Fluid type
Otomat ve karbon celigi Emilsiyon %8 — 10 Standart uygulama
Emulsion
Alasiml / i1slah celigi Emilsiyon ya da kesme yagi %10 — 12 Yiksek deformasyonda saf yag
Emulsion or cutting oil Neat oil for high deformation
Paslanmaz celik Kesme yagi saf Peklesmeyi sinirlar, yapismayi 6nler
Cutting oil Limits work hardening and prevents pick-up
Aliiminyum Emilsiyon %6 — 8 Yapisma riskine karsi bol debi
Emulsion Ample flow against the risk of pick-up
Bakir, piring, bronz Emilsiyon %6 — 8 —
Emulsion
Titanyum Kesme yagi saf Dusuk hiz, kesintisiz akis
Cutting oil Low speed, uninterrupted flow

<
=
<
-
2
o
>
=)

SISTEME GORE SINIR DEGERLER Limits by rolling system

Sistem - System
Elongation at break  Tensile strength An inherent limit

Eksenel - Axial 2 %5 <1700 N/mm?2 Kendi hatvesiyle ilerler; dis boyu sinirsiz

It advances with its own pitch; the thread length is unlimited
Radyal - Radial 2 %5 <1700 N/mm? Dis tek makara turunda olusur; hatve <2 mm

The thread is formed in one roll revolution; pitch <2 mm
Tegetsel - Tangential > %7 <1000 N/mm2 Tek dalista olusur; boy makara genisligi kadar

Formed in a single plunge; the length equals the roll width
Delik i¢i - Internal Uygulamaya gore belirlenir Cidar destegi ve makara boyu belirleyicidir

Determined by the application Wall support and roll width are decisive
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l Operation, setting and maintenance

Kullanim, ayar ve bakim

@ vaBs

Ultimate precision.

Aparatin olgi tutarhh@i; dogru badlama, dogru makara sirasi ve diizenli bakimla saglanir. Asagidaki adimlar standart gévdeler igin

gecerli genel akisi gosterir.

The dimensional consistency of the head depends on correct mounting, the correct roll sequence and regular maintenance. The steps below show the general

procedure for standard bodies.

# Is adimi - Step
Description

1 Baglama

Mounting 0,05 mm’yi asmamalidir.

Sabit uygulamada aparat torna taretine ya da punta koluna, déner sistemde mile baglanir. Eksen kagikhgi

In a stationary application the head is mounted on the turret or the tailstock arm, and in a rotary system on the spindle.
The axial misalignment must not exceed 0.05 mm.

2 Makara setinin
takilmasi olusur.

Roll set fitting
double thread mark appears.

3 Cap ayari
Diameter setting

4 Deneme parcasi

Trial part dizeltilir.

Makaralar set tizerindeki isaretlere gore sirayla yerlestirilir. Sira degisirse dis profili bozulur ve ¢ift dis izi

The rolls are fitted in order according to the marks on the set. If the order is changed the thread profile is spoiled and a

Ovalama capi ayar mekanizmasiyla verilir; ayar kilidi sikilmadan calisiimaz.
The rolling diameter is set with the setting mechanism; do not work without tightening the setting lock.

ilk parcada dis mastari ve bolim dairesi capi kontrol edilir; gerekiyorsa ¢ap 0,01 — 0,02 mm adimlarla

On the first part the thread gauge and the pitch diameter are checked,; if necessary the diameter is corrected in steps of

0.01-0.02 mm.

5 Ovalama

Aparat pargaya kendi hatvesiyle ilerler; dis boyu sonunda tetikleme mekanizmasi makaralari agar.

Rolling The head advances along the part with its own pitch; at the end of the thread length the trip mechanism opens the rolls.

6 Geri cekme ve

kurma kendiliginden yapilir.
The head is retracted in the open position and closed again with the closing lever. On rotary systems the reset happens
automatically.

Retract and reset

Déner sistem govdesi - B-2 D.N.i.R.
Kapama halkasl, yag kanallari ve makara paketi gérinur

Aparat a¢ik konumda geri ¢ekilir ve kapatma koluyla yeniden kapatilir. Doner sistemlerde kurma

Doner sistemde govde tezgahla birlikte doner; parca
sabit kalir. Kapama halkasi dis boyu sonunda makaralari
acar. Bakimda kontrol edilecek yerler: makara yataklari,
kapama halkasinin serbest hareketi ve yag kanallarinin
acikligr.

In a rotary system the body turns with the machine and the part
stays still. The closing ring opens the rolls at the end of the thread
length. Points to check during maintenance: the roll bearings, the

free movement of the closing ring and the clearance of the oil
channels.

Rotary system body - B-2 D.N.I.R. The closing ring, the oil channels and the roll pack are visible

BAKIM PLANI Maintenance schedule OLCcU DEGisimi Size change

Her vardiya Makara yulzeylerinin temizligi, talas birikmesi ve
sogutma akisinin kontrolli
Checking the cleanliness of the roll surfaces, chip
build-up and coolant flow

Haftalik Ayar ve tetikleme mekanizmasinin temizlenip
yaglanmasi
Cleaning and lubricating the setting and trip
mechanism

Makara Makara pimleri, yatak yuvalari ve kapak

degisiminde ylzeylerinin kontrolt

Inspection of the roll pins, bearing seats and cover
faces

Uzun durusta  Aparatin koruyucu yagla yaglanarak kutusunda
saklanmasi

Store the head in its box, coated with protective oil

A Dikkat — Aparat kapali konumdayken pargadan geri
cekilmemelidir; dis profili ve makara ylzeyleri zarar gordr.
Makara degisimi yalnizca tezgah durdurulduktan sonra yapihr

Caution — The head must not be withdrawn from the part while it is closed;
the thread profile and the roll surfaces are damaged. Rolls are changed only
after the machine has been stopped p. 62.

A Govde ayni kalir

The body stays the same

oOlcli gecisi makara seti degisimiyle yapilir

a change of size is made by changing the roll set

Set halinde degisim

Replacement as a set

makaralar tek tek degil, daima set olarak degistirilir
rolls are always replaced as a set, never individually

Ayar sifirlama

Setting reset

yeni sette ¢ap ayarl bastan yapilir ve deneme parcasi
olgular

with a new set the diameter is set from the beginning and a test part is
measured

Giris kademesi

Roll lead

yeni 6lcuiniin 1K mi 2K mi oldugu 6l¢i sayfasindan

dogrulanir |

whether the new size is 1K or 2K is verified on the dimension page p. 8
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Kullanim, ayar ve bakim

Operation, setting and maintenance Q vaBs
devam - continued Ultimate precision.

i

Ayar ve tetikleme mekanizmasi gévde tipine gére degisir. Aparata
ozel kullanim talimati teslimatla birlikte verilir

The setting and trip mechanism differs with the body type. Operating
instructions specific to the head are supplied with delivery p. 60.

AYAR KONTROL LIiSTESI Setting checklist

Baglamadan 6nce ilk parcadan énce Seri liretime gecerken

Before mounting Before the first part When starting series production

B Govde ve sap yiizeyleri temiz mi? B Es eksenlilik 0,05 mm altinda mi? B Mastar gecer / gecmez uygun mu?
Are the body and shank surfaces clean? Is the concentricity below 0.05 mm? Does the go / no-go gauge pass correctly?

B Makara seti dogru ol¢tide mi? B Hazirlik capi 6lgtldi mu? H Bolum dairesi capi kayit altinda mi?
Is the roll set the correct size? Has the blank diameter been measured? Has the pitch diameter been recorded?

B Set numaralari sirasinda mi? B pah dis dibi capinin altinda mi? B Tetikleme dis boyu sonunda mi aglyor?
Are the set numbers in order? Is the chamfer below the minor diameter? Does the trip open at the end of the thread

I . o " . - . length?

B Ayar kilidi gevsek mi? B Sogutma temas bolgesine mi yonlendi? eng

Is the setting lock loose? Is the coolant directed at the contact zone? B Ayar kilidi sikildi mi?

Is the setting lock tightened?

UYGULAMA
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UYGULAMA

l Sorun giderme

Troubleshooting

@ vaBs

Ultimate precision.

Ovalamada karsilasilan sorunlarin buyiik bélimi, ovalama dncesi captan veya makara setinin takilisindan kaynaklanir. Asagidaki tablo en sik goriilen

durumlar 6zetler.

Most problems met in thread rolling originate either in the blank diameter or in the way the roll set is fitted. The table below summarises the most frequent cases.

Belirti - Symptom Bkz.
Possible cause Remedy
Dis tepesi dolmuyor, Ovalama 6ncesi ¢ap kugik; Capi 0,01 — 0,02 mm adimlarla biyutiin; gekme dayanimi sinir degerin s. 50
tepede dizliik malzeme fazla sert ya da Uzerindeyse malzemeyi degistirin
peklesmeye yatkin Increase the diameter in steps of 0.01 — 0.02 mm; if the tensile strength is above the
The blank diameter is too small; the limit value, change the material
material is too hard or prone to work
hardening
Dis yanlarinda cizilme Asiri ovalama; tasan malzeme Once hazirlik gapini diisiiriin; miimkiin degilse béliim dairesi capini yukseltin -~ s. 50
makaranin 6n ve arkasina itiliyor First reduce the blank diameter; if that is not possible, increase the pitch diameter
Over-rolling; the displaced material is
pushed in front of and behind the roll
Dis cap parcadan Hazirlik ¢api toleransi genis yada  Ham ¢ap toleransini daraltin; 1sil islemi tolerans iginde tekrarlayin s. 50
parcaya degisiyor malzeme sertligi degisken Tighten the blank diameter tolerance; repeat the heat treatment within tolerance
The blank diameter tolerance is wide or
the material hardness varies
Dis baslangicinda dis Yiizey malzemesi parga ucuna Dis 6niinde ovalanmamis bolge birakin, daha az sinek malzeme seginyada s. 50
cap daralmasi dogru eksenel akiyor uzun agip uctan kesin
The surface material flows axially Leave an unrolled zone in front of the thread, choose a less ductile material, or roll long
towards the end of the part and cut the end off
Parca ucunda konkav Pah yetersiz; ilk disler malzemeyi Pahi 30° yapin; yetmezse 10° — 15°'ye dusuriin s. 50
cukur (kapakli uc) uca dogru zorluyor Make the chamfer 30°; if that is not enough, reduce it to 10° — 15°
The chamfer is insufficient; the first
threads force the material towards the
end
Dis yanina metal pul Kursunlu, silfurlt gelik ya da bazi Mumkiinse pul yapmayan malzemeye gecin; sogutmayi artirin s. 52
yapismasi aliminyumlar If possible change to a material that does not flake; increase the coolant
Leaded or resulphurised steel, or
certain aluminium grades
Makara kiriimasi Hazirlik ¢api buyik olan par¢anin Ham capi ve tezgah ayarini kontrol edin; kaynakli boruda dikis bélgesini s. 50
asirn ovalanmasi; kaynak dikisi gdzden gegirin
cevresi sert Check the blank diameter and the machine setting; on welded tube inspect the seam
Over-rolling of a part whose blank zone
diameter is too large; the area around
the weld seam is hard
Dis tepesinde erken Malzeme cok sert; helis agisi Malzemeyi degistirin, burcu uygun helis agisiyla degistirin, adimi dogrulayin s. 52
kirllma ve ufalanma uyumsuz burg; yanhs adimla Change the material, fit a bush with the correct helix angle, verify the lead
baslanmis
The material is too hard; the bush has
the wrong helix angle; the start was
made at the wrong lead
Aparatin asiri Isinmasi Sogutma yetersiz ya da temas Sogutmay! makara—parca temas boélgesine dogrudan verin, debiyi artirin s. 52
noktasina yonlendiriimemis Direct the coolant straight at the roll-to-part contact zone and increase the flow
The coolant is insufficient or is not
directed at the contact point
Makara mili kirilmasi Asir sert malzeme, makaranin Aparat konumunu ovalamadan 6nce kontrol edin, dayanma mesafesini s. 54
omuza garpmasl, asiri ovalama ayarlayin
Material too hard, the roll striking the Check the head position before rolling and set the approach distance
shoulder, over-rolling
Dis kacik (sarhos dis) Parcada sertlik farki ya da aparat—  Isil islemi tekdiize yapin; baglantiy1 ve es eksenliligi kontrol edin s. 54
parca kurulumu diizgiin degil Make the heat treatment uniform; check the mounting and the concentricity
There is a hardness variation in the
part, or the head-to-part set-up is not
correct
Boru kesiti eziliyor, Et kalinligi yetersiz, i¢ destek yok ic dayama kullanin ya da et kalinhigini artirin s. 52
ovallik The wall is too thin and there is no Use a mandrel or increase the wall thickness

internal support

MAKARA OMRU Roll life

M

W

A Dikkat  — Asinmis makarayla ¢alismaya devam etmek dis
6lglistini tolerans disina ¢ikarir ve gévde yataklarina zarar verir. Olgi
kaybi goruldugunde set yenilenmelidir m
Caution — Continuing to work with worn rolls takes the thread size out of tolerance and

damages the body bearings. The set must be renewed as soon as a loss of size is seen
p. 60.

Makara 6mrii; malzeme, sogutma diizeni ve ovalama 6ncesi ¢apin
dogruluguna baghdir. Asinma 6nce dis profilinde 6lgl kaybi olarak gorulir.
Makaralar daima set halinde degistirilir; tek makara degisimi profil uyumunu
bozar.

Roll life depends on the material, the coolant arrangement and the accuracy of the blank
diameter. Wear first shows as a loss of size in the thread profile. The rolls are always
replaced as a set; replacing a single roll destroys the profile match.

QVABS vahs.com B6



UYGULAMA

Sorun giderme
Troubleshooting Q) vaBs
devam - continued Ultimate precision.

iLK PARCA KONTROLU First-part inspection

B 1 — Bolum dairesi ¢api olguldr.
1 — The pitch diameter is measured.

B 2 — Dis mastari ile gecer / gegcmez kontrolii yapilir.
2 — Ago/ no-go check is made with the thread gauge.

B 3 — Dis tepesi ve dibi gozle incelenir.
3 — The crest and the root are inspected visually.

B 4 — Kabul edilirse ayar kilidi sikilr.
4 — If it is accepted, the setting lock is tightened.

B 5 — Belirli araliklarla bolim dairesi ¢api yeniden olgultr

5 — The pitch diameter is re-measured at defined intervals p. 58.

ONLEYIiCi KONTROLLER Preventive checks

I3 Her PARTIDE B HaFTaLK SET DEGiSIMINDE
EVERY BATCH AT SET CHANGE

B Hazirlik ¢api 6lgimi B Yatak pimleri ve yuvalari
Blank diameter measurement Bearing pins and seats

B Makara ylzeyi ve profil izleri
Roll surface and profile marks
B Ayar kilidi ve tetikleme

B Dis mastari kontroli Setting lock and trip

Thread gauge check

B Bolum dairesi capi kaydi
T, Pitch di

e ® Es eksenlilik 8lcimi - itch diameter record

¥ Sogutma debisi Concentricity measurement ¥ llk parga onay:

Coolant flow First-part approval
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Tolerance, quality and inspection

Dis toleransi, kalite ve dlciim

) vaBs

Ultimate precision.

Tolerans sinifi Tolerance class

Standart makara programiyla dis diste 6g tolerans sinifi hedeflenir.

4969 gibi dar siniflar ve 6zel yanak toleranslari i¢in makara profili
siparise gore taslanir. Tolerans sinifi siparis sirasinda belirtiimelidir

The standard roll programme targets tolerance class 6g on external threads.
For closer classes such as 4g6g and for special flank tolerances the roll profile
is ground to order. The tolerance class must be stated when ordering p. 25.
Dis tepesi Crest
Ovalanmis diste dis tepesi tam dolu olmayabilir; standart, tepede
belirli bir diizluge izin verir. Disin uygunlugunu belirleyen 6lcu dis
tepesi degil, bolim dairesi ¢capidir.
On arolled thread the crest may not be completely full; the standard permits a
certain flat at the crest. The dimension that determines conformity is not the
crest but the pitch diameter.
Dayanim Strength
A Sirekli tane akisi

Continuous grain flow

tane yapisi kesilmez, dis formunu izler

the grain structure is not severed; it follows the thread form
A Dis dibinde basi gerilmesi

Compressive stress at the root

centik etkisi azalir, yorulma dayanimi artar

the notch effect is reduced and the fatigue strength increases
A Yizey Rt2,5-1pm

Surface Rt 2.5 -1 pym

surtinme ve sikma momenti dagilimi iyilesir

friction and the distribution of the tightening torque improve

OLCUM YONTEMLERI Inspection methods
Method Measured Application
Dis mastari Sinir kontrold Seri Uretimde
Go/ No-go Limit check hizli kontrol
Fast checking in
series production
Ug telli 6lgiim Bo6lim dairesi capi Referans
Three-wire Pitch diameter Olgiim
Reference
measurement
Dis u¢lu Bolim dairesi capi Tezgah Ustl
mikrometre Pitch diameter kontrol
In-process
checking
Profil Profil, yanak acisi, dis dibi ilk numune
projeksiyonu yarigapl onayl
Profile, flank angle, root radius First sample
approval

ilk parga onayinda hem béliim dairesi capi hem de dis profili
kontrol edilmelidir.

At first part approval both the pitch diameter and the thread profile must be
checked.

MAKARA VERILERI Roll data

Makara Yiksek alagimli takim Set mantigi Makaralar numaralr; Yeniden Dis profili yeniden

malzemesi celigi; sertlestiriimis ve daima set olarak degisir taslama taslanabilir; makara
profil taglanmis The rolls are numbered and revizyonu yapilir
High-alloy tool steel; are always replaced as a The thread profile can be
hardened and profile set reground; the rolls are
ground Kaplama Talep Uzerine; makara reconditioned p. 60

Profil tagslama  Dis profiline gore set

hélinde taslanir

omrind uzatir Omiir
On request; extends roll life

Malzeme, sogutma ve

Ground as a set, to the
thread profile

hazirlik capina baghdir
. 56

It depends on the material,
the coolant and the blank
diameter p. 56

QVABS vabs.com B8
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Dis toleransi, kalite ve dlciim

Tolerance, quality and inspection Q vaBs
devam - continued Ultimate precision.

i

A Dikkat — Ovalanmis dis, kesilerek agiimis disle ayni mastarla kontrol edilir; ancak ovalama éncesi ¢cap hatasi mastarda ¢cogu

zaman geg fark edilir. Seri tUretimde belirli araliklarla béltim dairesi capi dl¢tlmelidir.
Caution — Arolled thread is checked with the same gauge as a cut thread; an error in the blank diameter, however, is often noticed late with a gauge. In series
production the pitch diameter must be measured at defined intervals.

TOLERANS SINIFLARI VE KONTROL SIKLIGI Tolerance classes and inspection frequency

Kontrol
Class Application Roll Frequency

69 Genel amach dis dis; standart ~ Standart Dis mastari Vardiya basi ve her 6lgli degisiminde
program At the start of each shift and at every change of size
G I- i | thread; Sy q A : . .
Stz:gzdppligpgi;?:ma e Boliim dairesi Ilk parcada ve belirlenen parti araliklarinda
capi On the first part and at the defined batch intervals
6e Kaplama yapilacak disler Standart / 6zel
Threads to be coated Standard / special Profil kontrolii  ilk numune onayinda ve makara degisiminde
4g6g Dar toleransli, giivenlik kritik Ozel taglama At first sample approval and at every roll change
baglanti Special grinding . -
Close-tolerance, safety-critical joint Y!:IZFVI_.I._ o Talep halinde numune ba;mda
- purazlulagu On request, on a sample basis
4h Hassas ayar ve 0lcl Ozel taglama
elemanlari Special grinding
Fine setting and measuring
elements

OLCUM KAYIT FORMU Inspection record

Mastar
Head code

Pitch diameter

O Gecer
[0 Pass

O Gecer
[0 Pass

O Gecer
O Pass

O Geger
O Pass

Kayitlar makara asinmasinin izlenmesini ve tolerans disina ¢ikmadan set yenilenmesini saglar.
The records make it possible to follow roll wear and to renew the set before it goes out of tolerance.

UYGULAMA
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UYGULAMA

l Yedek parca, servis ve garanti

Spare parts, service and warranty

@ vaBs

Ultimate precision.

TESLIMAT KAPSAMI Scope of delivery

Aparat govdesi 1 adet, siparis edilen govde 6l¢usinde

1 piece, in the ordered body size

Makara seti 1 takim, siparis edilen dis 6lgisine ait

1 set, for the ordered thread size

Ayar anahtari Govdeye uygun anahtar

A spanner matching the body

Kullanim talimati  Aparata 6zel ayar ve bakim bilgisi

Setting and maintenance information specific to the
head

Saklama kutusu Tasima ve saklama igin

For handling and storage

YEDEK PARCALAR Spare parts

A Makara seti
Roll set
asinma veya olci degisimi icin
for wear or a size change
A Makara pimi ve yatagi
Roll pin and bearing
set degisiminde birlikte kontrol edilir
checked together at set change
A Ayar somunu ve kilidi
Setting nut and lock
¢ap ayarinin tekrarlanabilirligini saglar
ensures the repeatability of the diameter setting
A Tetikleme yayi ve kapatma kolu
Trip spring and closing lever
acma—kapama mekanizmasi pargalari
parts of the opening and closing mechanism
A Govde kapagi, sap ve baglanti adaptori
Body cover, shank and mounting adapter
tezgah arayiiziine gore
according to the machine interface

QVABS vahs.com 60

SERVIS Service

Revizyon Govde, yataklar ve ayar mekanizmasinin
kontroli; asinan pargalarin degisimi ve ayarin
yenilenmesi

Inspection of the body, bearings and setting
mechanism; replacement of worn parts and renewal

of the setting

Makara yenileme Ayni gévde icin yeni makara seti temini
Supply of a new roll set for the same body

Olcii déniigiimii  Mevcut gévdenin farkli bir dis 6lguisiine
uyarlanmasi

Adapting an existing body to a different thread size

Uygulama
destegi

Hazirlik ¢api, devir ve sogutma degerlerinin
belirlenmesi

Determination of the blank diameter, speed and
coolant data

GARANTI Warranty

Teslim edilen Grinin satin alma anindaki kusursuz calismasini
garanti ederiz. Asagidaki durumlarda sorumluluk kabul edilmez:
We guarantee that the product delivered works faultlessly at the time of
purchase. No liability is accepted in the following cases:

B Amaci disinda kullanim — kapasite ve tolerans disi

ovalama m

Use outside the intended purpose — rolling outside the capacity and the
tolerance p. 50

B Sogutmasiz veya yetersiz sogjutmal galisma
Running without coolant or with insufficient coolant

¥ Uygun olmayan malzeme — ovalanabilirlik sinirlarinin
asiimasi
Unsuitable material — exceeding the limits of rollability p. 52
B Orijinal olmayan makara, yedek parca veya aksesuar
Non-original rolls, spare parts or accessories
B izinsiz degisiklik — gévdenin acilmasi veya parca degisimi
Unauthorised modification — opening of the head or a change of part
B Hasarl parcanin takilmasi
Fitting a damaged part
Parcalarda degisiklik yalniz yazili mutabakatla yapilir. Garanti siresi ve
ticari sartlar satis sézlesmesi ile genel satis kosullarinda belirlenir; bu
katalog baglayici degildir.

Changes to parts are made only by written agreement. The warranty period and the
commercial terms are laid down in the sales contract and the general conditions of sale;
this catalogue is not binding.



Spare parts, service and warranty Q vass
devam - continued Ultimate precision.

’l Yedek parca, servis ve garanti

A Dikkat — Yedek parca ve makara siparisinde aparat kodu, dis 6lcusu, hatve ve standart bilgisi verilmelidir m Bu bilgiler
olmadan dogru set belirlenemez.

Caution — When ordering spare parts and rolls, the head code, the thread size, the pitch and the standard must be stated p. 8. Without this information the correct
set cannot be determined.

RVIS AKISI Service flow

# Bildirilecek bilgi
Step Conte
1 Talep Aparat kodu, ariza ya da asinma tanimi, varsa parca fotografi Aparat kodu - dis
Head code, description of the fault or wear, and a photograph of the part if available ('jl(;l'JsU
Head code - thread
size
2 inceleme Govde, yatak ve ayar mekanizmasinin kontrolii Kullanim stresi
Inspection of the body, bearings and setting mechanism Service life
3 Teklif Degisecek parcalar ve sure bildirimi —
Notice of parts to be replaced and lead time
4 Revizyon Parca degisimi, ayar ve deneme ovalamasi Malzeme - tezgah
Part replacement, setting and trial rolling Material - machine
5 Teslim Kontrol kaydi ile birlikte sevkiyat —

Dispatch together with the inspection record

Revizyon sonrasi ilk par¢ada hazirlik ¢capi ve bolim dairesi capi yeniden dogrulanmalidir m m

After reconditioning, the blank diameter and the pitch diameter must be verified again on the first part p. 50 p. 58.

TESLIM ALIRKEN KONTROL Checks on receipt
n KOD n MAKARA n AYAR n BELGE
Govde uzerindeki kod siparis Set numaralari eksiksiz ve Ayar mekanizmasi serbest Kullanim talimati ve kontrol
koduyla ayni mi? sirall mi? hareket ediyor mu? kaydi pakette mi?
Does the code on the body match the Are the set numbers complete and in Does the setting mechanism move Are the operating instructions and the
order code? order? freely? inspection record in the package?

UYGULAMA
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Emniyet talimatlar O vass

Safety instructions Ultimate precision.

Ovalama, yuksek kuvvet altinda ve donen parcayla yapilan bir islemdir. Asagidaki kurallar aparatin kullanildigi bittin tezgahlar igin
gecerlidir ve tezgah Ureticisinin talimatlariyla birlikte uygulanir.

Thread rolling is carried out under high force and with a rotating part. The rules below apply to every machine on which the head is used and are applied together
with the machine manufacturer’s instructions.

CALISMA ONCESI Before operation CALISMA SIRASINDA BAKIM VE TASIMA
During operation Maintenance and handling

A Koruyucu ekipman

gozlik, is ayakkabisi ve uygun is A DOnen parcaya temas edilmez A Tezgah durdurulur

kiyafeti Do not touch the rotating part makara degisimi ve ayar yalnizca

safety glasses, safety shoes and suitable olctim yalnizca tezgah durdugunda durusta yapihr

work clothing yapilir rolls are changed and set only at standstill
A Tezgah kapag measure only when the machine is stopped A Agir aparatlar

Machine guard A Kapali aparat geri cekilmez Heavy heads

koruma kapaklari kapali olmadan A closed head is not retracted C serisi gbvdeler uygun kaldirma

calisiimaz geri cekme yalnizca agik konumda y6ntemiyle tasinir

do not work without the guards closed yapilir C series bodies are handled with suitable
A Baglanti kontrolii retract only in the open position lifting equipment

Mounting check A Sogutma sicramasi A Keskin kenarlar

aparat ve parca baglamasi her 6lcu Coolant splash makara profili ve talas kenarlari

degisiminde kontrol edilir ybnlendirme agzi calisirken eldivenle tutulur

the mounting of head and part is checked at duzeltilmez hold the roll profile and the chip edges with

every change of size the nozzle is not adjusted while running gloves
A Kapasite sinin A Anormal ses ve titresim A Yetkisiz mildahale

Capacity limit Abnormal noise and vibration Unauthorised intervention

govdenin kapasitesi digindaki dlctler islem durdurulur, ayar ve baglanti gévde agilmaz; onarim servis

zorlanmaz kontrol edilir tarafindan yapihr

fs(ﬁcezdoms'de the body capacity are not the operation is stopped and the setting and g; tnh(zet Sgr(i/ri]c:]e body; repairs are carried out

the clamping are checked

UYARI SEMBOLLERI Warning symbols used in this catalogue

A Dikkat — Yanlis uygulandifinda parca, aparat ya da Bilgi — Dogru sec¢im ve kullanim igin agiklayici notlar; mavi
tezgah hasarina yol acabilecek konular. cizgiyle isaretlenir.
Caution — Matters that may lead to damage to the part, the head or the Information — Explanatory notes for correct selection and use; marked with a
machine if applied incorrectly. blue rule.

UYGULAMA
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Emniyet talimatlar

Safety instructions @ vaBs
devam - continued Ultimate precision.

i

A Dikkat — Aparat, yalnizca kullanim talimatinda tanimlanan kapasite sinirlari icinde calistiriimalidir. Kapasite disi zorlama govde

ve makara kirllmasina, parganin firlamasina yol acabilir.
Caution — The head must be operated only within the capacity limits defined in the operating instructions. Forcing it beyond its capacity can break the body and the
rolls and throw the part out.

Bu sayfa genel emniyet kurallarini 6zetler; aparata 6zel talimat, teslimatla birlikte verilen kullanim kilavuzunda yer alr m

This page summarises the general safety rules; instructions specific to the head are given in the operating manual supplied with delivery p. 60.

SINIRLAR VE SORUMLULUK Limits and responsibility

Limit Value / rule

Dis olcusi Govdenin 6lcl sayfasinda verilen aralik asilamaz s. 29 — 47
The range given on the body’s dimension page must not be exceeded

Hatve - P 0,45 — 10 mm; govdeye gore degisir s. 14
0.45 — 10 mm; varies with the body

Ovalama oncesi ¢cap Kilavuz degerlerin disina ¢ikilmaz s. 50
Do not go outside the guide values

Malzeme Eksenel < 1700 N/mm? - tegetsel < 1000 N/mma2; sinir izerinde ovalanmaz s. 52
Axial £ 1700 N/mm? - tangential < 1000 N/mm?; do not roll above the limit

Sogutma Sogutmasiz ¢alisma yasaktir s. 52
Running without coolant is prohibited

Makara Asinmis ya da eksik set ile calisiimaz s. 56
Do not work with a worn or incomplete set

X O

Yapilmamasi gerekenler Yapilmasi gerekenler

Kapali aparati geri gekmek - tezgah dénerken 6l¢ciim almak - Acik konumda geri gekmek - dlciimi durusta yapmak - sogutmayi
sogutmasiz ¢alismak - eksik makara setiyle dis agmak - gévdeyi temas bolgesine ydnlendirmek - seti isaretli sirayla takmak -
acmak - kapasite digi 6lcu zorlamak. onarimi servise birakmak - 6l¢u sayfasindaki aralikta kalmak.
Retracting a closed head - measuring while the machine is running - working Retract in the open position - measure only at standstill - direct the coolant at
without coolant - rolling with an incomplete roll set - opening the body - forcing a the contact zone - fit the set in the marked order - leave repairs to the service -
size outside the capacity. stay within the range on the dimension page.

UYGULAMA
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Terimler ve donlisum tablolar

Glossary and conversion tables

@ vaBs

Ultimate precision.

TERIMLER Glossary iINC - MILIMETRE Inch to mm DiS / INC - HATVE - P TPI to pitch

Ovalama

Ovalama aparati
Makara

Goévde

Hatve - P

Anma capl

Boliim dairesi capi
Ovalama 6ncesi ¢cap
Dis dibi - dis tepesi
Dis kacis mesafesi
Dis kacis boslugu

Pah
Tetikleme
mekanizmasi

Kurma
Parlatma
ic dayama

Sabit aparat
Doner sistem aparat
Tegetsel ovalama

Tolerans sinifi

Thread rolling
Thread rolling head
Roll

Head body

Pitch (P)

Nominal diameter
Pitch diameter
Blank diameter
Root - crest
Run-out

Thread run-out
clearance

Chamfer
Trip mechanism

Reset
Smoothing
Mandrel

Stationary head
Rotary head
Tangential rolling

Tolerance class

1/16"
1/8"
1/4"
5/16"
3/8"
7116"
12"
5/8"
3/4"
718"
1
1.1/8"
1.1/4"
1.1/2"
on

1,588 mm
3,175 mm
6,350 mm
7,938 mm
9,525 mm
11,113 mm
12,700 mm
15,875 mm
19,050 mm
22,225 mm
25,400 mm
28,575 mm
31,750 mm
38,100 mm
50,800 mm

P (mm)=25,4/TPI
6 TPI
8 TPI
10 TPI
11 TPI
12 TPI
13 TPI
14 TPI
16 TPI
18 TPI
19 TPI
20 TPI
24 TPI
26 TPI
28 TPI
32TPI
40 TPI
48 TPI

4,233 mm
3,175 mm
2,540 mm
2,309 mm
2,117 mm
1,954 mm
1,814 mm
1,588 mm
1,411 mm
1,337 mm
1,270 mm
1,058 mm
0,977 mm
0,907 mm
0,794 mm
0,635 mm
0,529 mm

Boru dislerinde (G, NPT, NPTF) in¢ degeri dis ¢capini degil, borunun anma
Olclisint gosterir. Bu nedenle boru disi siparislerinde standart adi da

belirtimelidir [EEE

For pipe threads (G, NPT, NPTF) the inch figure denotes the nominal size of the pipe, not the
thread diameter. The name of the standard must therefore also be stated when ordering pipe
threads p. 27.

A Dikkat — Turkce metinde ondalik ayrag virgtldir
(M 20 x 2,5); ing degerlerinde nokta kullanilir (1.1/4"). iki

gosterim karistirimamalidir.

Caution — In the English text the decimal separator is the point (M 20
x 2.5); fractional inch values are written as 1.1/4". The two notations
must not be mixed.

Basic metric thread data

METRIK DiS ANA OLGULERI

Thread Coarse pitch - P = Minor diameter d 3 Common fine pitches
M6 1,0 5,350 4,773 0,75

M8 1,25 7,188 6,466 1,0-0,75

M 10 15 9,026 8,160 1,25-1,0-0,75
M 12 1,75 10,863 9,853 15-1,25-1,0
M 16 2,0 14,701 13,546 15-1,0

M 20 2,5 18,376 16,933 20-15-10
M 24 3,0 22,052 20,319 20-15

M 30 3,5 27,727 25,706 20-15

M 36 4,0 33,402 31,093 30:-20-15
M 42 4,5 39,077 36,479 40-3,0-20

d,=d-0,6495xP - d3=d-1,2269 x P (ISO 68-1 profil)

QVABS vabs.com 64




Alfabetik kod indeksi

Alphabetical index of codes

) vaBs

Ultimate precision.

C-2N.R. - M20x2,5 - 2K

Kod okuma — seri ve gbvde 6lciisu (C-2) - varyant (N.R.) - dis 6lclisu ve hatve (M 20 x 2,5) - makara giris kademesi (2K). Ayrinti igin

s. 8

1K /2K /3K Makara giris 8 C-2 D.N.i.R. Gévde - doner - ince 46 NPTF Konik boru disi, 27
14K kademesi dis - M14-30 sizdirmaz
Roll lead Body - rotary - fine Taper pipe thread,
A-001 Govde - M2,6—4 29 thread - M 14 — 30 sealing
Body - M 2.6 -4 C-2D.N.R.  Govde - doner 45 RAA-RGE Ovalama makara 26
. ) ylrutme - M 14 — 30 programi
A-01 Govde - M 3,5-6 30 Body - rotary drive - M Rolling roll programme
Body - M35-6 14— 30
i Rd Yuvarlak dis 27
A-l Govde -M5 -8 31 c2NiR.  Govde-incedis M 44 Round thread
Body -M5-8 14— 30
A-2 Govde - M 6 — 10 32 Body - fine thread - M 14 Rt \S(u?ey p”ruﬁlu'“g“ 14
Body "M6—10 _130 urrace roug ne.ss
A-2N.iR.  Govde-incedis-M6 33 C-2NR.  Govde kalindis-M 43 R? Hazirik ylizeyl 50
~10 14 —30 purazlalagu
Body - fine thread - M 6 Body - coarse thread - M Blank surface roughness
-10 14 - 30 Smoothing Parlatma programi 26
Aile kodu isimlendirme sistemi 10 C-3N.R.  Govde - M 30 — 42 47 Smoothing programme
Type designation Body - M 30 — 42 UN Unified standart dis 27
. . .. . ifi h
BA British Association 27 do Ovalama oncesi ¢ap 50 Unified standard thread
disi Blank diameter UNC Unified kalin dis 27
tEi]rrlélZz Association d» Bolum dairesi cap! 50 Unified coarse thread
; Pitch diameter UNEF Unified ekstra ince 27
B-1 D.N.L.R. SOVdISI édoggr -ince 37 D.N.R. Kalin dis, déner 8 UNE Unified ince dis 27
13- MS—20 yiriitme Unified fine thread
Body - rotary - fine Coarse thread, rotar
thread - M 8 — 16 ari ' Y 69 Dis dis tolerans sinifi 58
B-1 D.N.R Gévde - do kal 35 rve External thread tolerance
Bty dig\{ ,\7 8 _oggr - kain D.N.L.R. ince dis, doner 8 class
Body - rotary - coarse )F/Ti\reuzme?ad rotary drive hs Dis yuksekligi 50
thread - M 8 — 16 , fotaly Thread height
B-1 N.i.R. Govde - incedis-M8 36 A Malzeme duz_eltme3| 50 h9 Hazirlik ¢api toleransi 50
Material correction .
—16 Blank diameter tolerance
Body - fine thread - M 8 G Boru disi (BSP) 27 Ph Adim T
: ’ - cok girigli dis 48
-16 Pipe thread (BSP) Lead - multi-start thread
B-1 N.R. Govde - kalin dis - M 34 M Metnk kaln dis 27 n Giris sayis! - cok 48
8-16 Metric coarse thread irisli di
Body - coarse thread - M qinsh di .
8_16 MF Metrik ince dis 27 Number of starts - multi-
- Metric fine thread start thread
B-2D.N.LR. SOVde  doner - ince 4 NiR ince dis agirlikli 8 A Helis agisi - ok girigli 48
is-M12-22 X . )
; Fine-thread biased dis
Body - rotary - fine L Helix angle - multi-start
thread - M 12 — 22 N.R. Kalin dig agirhkh 8 thread
B-2D.N.R.  Govde - doner - kalin 39 Coarse-thread biased
dis - M 12 - 22 NPT Konik boru disi 27
Body - rotary - coarse Taper pipe thread
thread - M 12 — 22
B-2 N.i.R. Govde - ince dis - M 40
12-22
Body - fine thread - M 12
—22
B-2 N.R. Govde - kalin dis - M 38
12-22
Body - coarse thread - M
12 -22
B-3 N.i.R. Govde - ince dis - M 42
16 — 36
Body - fine thread - M 16
- 36
BSF Whitworth ince dis 27
Whitworth fine thread [T
-
BSFS British Standard Fine 27 o0
BSW Whitworth kalin dis 27

Whitworth coarse thread
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Alfabetik kod indeksi

Alphabetical index of codes Q vaBs
devam - continued Ultimate precision.

i

SIK KULLANILAN YOLLAR Frequently used paths indeksin kullanimi — Solda katalogda gecen biitiin kod,

- L ) o kisaltma ve sembollerin karsihgi ile ilk gegtigi sayfa verilir. Gévde
Govde secimi Kapasite merdiveni m - ozet tablo [ kodlari igin sayfa numarasi 6lcii sayfasini, standart kisaltmalari
Capacity ladder p. 6 - overview table p. 26

icin kapsam matrisini gosterir.
Standart Kapsam matrisi Using the index — On the left, every code, abbreviation and symbol used in

kontrolu the catalogue is given with its meaning and the page on which it first appears.
For body codes the page number points to the dimension page, for standard

blgl','l tablosu iIgiIi govdenin 6lgii sayfasi abbreviations to the coverage matrix.
The dimension page of the relevant body p. 29 — 47

Hazirlik capi Formiil ve A tablosu |ERY
Formula and A table p. 50

Ovalama Malzeme tablosu ve devir hesab! N

degerleri Material table and speed calculation p. 52

Siparis Talep formu [ s. 25 |

SEMBOL VE ISARETLER Symbols used in this catalogue
m Sayfa rozeti M Standart rozeti A Dikkat xlo
Page badge Parca, aparat veya tezgah Yanlis ve dogru uygulamanin

Olcii sayfasinda kapsanan dis

llgili 6l¢li ya da uygulama . hasarina yol agabilecek karsilastiriimasi.
e standardini gosterir. i )
sayfasina goturdr. konular. Comparison of incorrect and correct
. . Shows the thread standard covered ractice
Leads to the relevant dimension or on the dimension page Matters that may lead to damage to p :
application page. the part, the head or the machine.

BILGI
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Notlar ve aparat kaydi O vass

Notes and head register Ultimate precision.

Kullandiginiz aparatlari ve ayar degerlerini bu sayfada kayit altina alabilirsiniz. Kayit tutulan hazirlik gapi ve bdlim dairesi ¢api, makara

asinmasinin izlenmesini kolaylastirir
You can record the heads you use and their setting data on this page. Recording the blank diameter and the pitch diameter makes it easier to follow roll wear p. 56 p. 58.

APARAT KAYDI Head register AYAR VE OLCUM KAYDI Setting and inspection record

Kademe Teslim tarihi Tarih

Head code Size Part / material Blank diameter Pitch diameter @

SERBEST NOTLAR Notes

SIPARISTE BILDIRILECEKLER TALEP FORMU SERVIS

INFORMATION REQUIRED WHEN ORDERING Yeni aparat ve 6zel ¢oziim talepleri icin alti bilgi Service

Aparat kodu - dis dlgusi ve hatve - standart - Makara yenileme, revizyon ve 6l¢ii donisumi
giris kademesi m Six items for new head and special solution enquiries p.

Head code - thread size and pitch - standard - lead p. 8 25 Roll renewal, reconditioning and size change p. 60
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Notlar ve aparat kaydi O vass

Notes and head register - devam / continued Ultimate precision.

Kullandiginiz aparatlari ve ayar degerlerini bu sayfada kayit altina alabilirsiniz. Kayit tutulan hazirlik ¢capi ve bélim dairesi ¢capi, makara

asinmasinin izlenmesini kolaylastirir
You can record the heads you use and their setting data on this page. Recording the blank diameter and the pitch diameter makes it easier to follow roll wear p. 56 p. 58.

APARAT KAYDI Head register AYAR VE OLCUM KAYDI Setting and inspection record

Kademe Teslim tarihi Tarih

Head code Size Part / material Blank diameter Pitch diameter @

SERBEST NOTLAR Notes

SIPARISTE BILDIRILECEKLER TALEP FORMU SERVIS

INFORMATION REQUIRED WHEN ORDERING Yeni aparat ve 6zel ¢oziim talepleri icin alti bilgi Service

Aparat kodu - dis 6l¢listi ve hatve - standart - Makara yenileme, revizyon ve 6lcii déniistimi

giris kademesi m Six items for new head and special solution enquiries p. I0)
Head code - thread size and pitch - standard - lead p. 8 25 Roll renewal, reconditioning and size change p. 60 g

QVABS vabs.com 68










CARY/:1S

Uyarilar ve iletisim

Cautions and contact

Teknik notlar - Technical notes Hizh basvuru - Quick reference

1) Kisa dis programinda sinir degerler gegerlidir: B-1 ve B-2
N.I.R. gévdelerinde 19 mm (0,748"), C serisi gévdelerde 24
mm (0,945") — her iki degere de kacis payi dahildir.

2) Olgii tablolarindaki 1K ve 2K isaretleri makaranin giris
(agizlama) kademesini gosterir; zor uygulamalarda 3K ve 4K
girigler kullanihr.

3) Ovalama 6ncesi ¢ap, bitmis dis capindan kuguktur ve
malzemeye gore degisir.

4) Parlatma (pUrtzsuzlestirme - smoothing) makarasi dis

Aparat secim akisi s.7
Selection flow

Kod numarasi sistemi - giris kademesi s. 8
Code number system - lead

Talep formu s. 25

Kapasite 0zet tablosu s. 26
Capacity overview

o 0 = Dis standardi kapsam matrisi s. 27 - 28
acmaz; yuzeyi sikistirarak purtizsuzlestirir. Thread standard coverage matrix
5) Matris ve kapasite tablolari kapsami gosterir, stok I . . i
durumunu degil. Ovalama oncesi ¢ap hazirhgi s. 50

Blank preparation before rollin

1) Limit values apply in the short-thread programme: 19 mm (0.748") on prep 9
B-1 and B-2 N.i.R. bodies and 24 mm (0.945") on C series bodies — Malzeme ve ovalama degerleri s. 52
both values include the run-out allowance. 2) The 1K and 2K marks in Material suitability and rolling data
the dimension tables indicate the lead of the roll; 3K and 4K leads are y 9
used in demanding applications. 3) The blank diameter is smaller than Sorun giderme s. 56
the finished thread diameter and varies with the material. 4) The 9 :
smoothing roll does not cut a thread; it smooths the surface by Alfabetik kod indeksi s. 65

compressing it. 5) The matrix and capacity tables show coverage, not

stock availability. Alphabetical index of codes

Merkez ve liretim - Headquarters and factory iletisim - Contact

Tel +90 216 466 36 90

GSM +90 505 055 88 46

A'$' Faks +90 216 415 55 08

Emek Mah. Sivat Cad. No:17 info@vabs.com - www.vabs.com
34785 Sancaktepe - istanbul - Tiirkiye

Veysel Kitilikli Makina Sanayi ve Ticaret

Katalog kiinyesi - Imprint
Uriin katalogu 2026 - V.Tr.-Eng 2 - Tiirkge / English - 68 sayfa - Baski: 2026 — 2027 - Guincel suriim igin vabs.com
VABS, Veysel Kutukli’'niin tescilli markasidir. 1968’de kurulan Veysel Kutukli Makina, 1974’ten bu yana vida ovalama aparati

Uretmektedir.

Product catalogue 2026 - V.Tr.-Eng 2 - Turkish / English - 68 pages - Edition: 2026 — 2027 - For the current edition see vabs.com VABS is a registered
trademark of Veysel Kutukli. Founded in 1968, Veysel Kutiikli Makina has been producing thread rolling heads since 1974.

Satis - Sales

Standart program ve 6zel aparat
talepleri icin talep formunu doldurup

info@vabs.com adresine iletin s. 256

For the standard programme and for special
head requests, complete the enquiry form
and send it to inffo@vabs.com p. 25

Teknik destek - Engineering

Ovalama 6ncesi ¢ap, ovalama
degerleri ve tezgah uyumu

konusunda uygulama destegi s- 50
s. 52

Application support on blank diameter, rolling
data and machine compatibility p. 50 p. 52

Servis - Service

Makara yenileme, 6l¢ti donusuimi ve
aparat revizyonu; sipariste aparat
kodu bildirilir s. 60

Roll renewal, size change and head
reconditioning; state the head code when
ordering p. 60

Ustiin kaliteli, uzun émiirlii ve ¢ok yonli dis agma ¢éziimleri.
High quality, durable and versatile thread rolling solutions.

Telif hakki — Bu katalogdaki tim metin, ¢izim ve driin gorselleri telif hakkina tabidir ve Veysel Kiitiikli Makina Sanayi ve Ticaret A.S.’ye aittir.

Imasi,

i, pt@el Sk sunulmasi ve cevriimesi — kismen dahi olsa — yazili izne baghdir.
Tekpik degisiklikler — Bu katalogdaki veri ve gorseller baglayici degildir ve yaklasik bir tanim sunar. Teslim edilen urtinde teknik veri, tasari m,VA’Bs
M@&ﬁ]%%klmmdan degisiklik yapma hakkimiz saklidir. Specifications are subject to change without notice. All rights reserved.
Copyright — All text, drawings and product images in this catalogue are copyright of Veysel Kiitiikli Makina Sanayi ve Ticaret A.S. Reproduction, adaptation, disclosure to third parties and
translation — even in part — require written permission. Technical changes — The data and images in this catalogue are not binding and give an approximate description. We reserve the
right to make changes to the delivered product in respect of technical data, design, equipment, material and appearance. Specifications are subject to change without notice. All rights
racarved



