Note that, for some of the types shown here, order might be unable to be received by the MISUMI Indonesia
offices.

Threaded Inserts / Tools for Inserts Tangless Inserts / Self-Tapping Inserts
Slotted

(®When large quantities are needed, box package sales is more economical. 55 P274 (®When large quantities are needed, box package sales is more economical. =5 P274
M Threaded Inserts HLTS (Coarse W Threaded Inserts _ __ _ [l Tangless Inserts TLTS (sus3o4) MTangless Inserts _ _ __ i
3 HLSS Frgs L (After Insertion Tongue Part Number| * (L) After Pitch Tap Pilot Hole | UnitPrice Molume Discount Rate Part Number *(L)Atter Insertion Tap Pilot Hole Dia. | Unit Price | Voune DiscoutRate
% 2 Type [*M| Insertion Dia. (Reference)ft - 9pc(s)) 10~19 | 20~49 |50~100 < . . a Type *M (Reference) 1~49pc(s).| 50~100
S & R 313 45 6 05| 311-320 L (fterinsertion) = Groove 25 |25 38 5 2.60-2.65
N——rp % = “““!’ ]“““ 414 6 8lo7f 416~429 £ 3 3 45 6 3.12-3.20
\S/\szg % b [ ’ il HLTs [8 T80 :‘2) (1)'8 2'12*2%2'28 = 4 t 5 8 S=aa
= / ||| e r - L=
w % =1 | ‘“ )\ =,‘A B\ (Coarse)| 8 | 8 12 16 [1.25| 8.28~8.48 £ s 2 2 795 1(2) 21@2 ig
Not 10110 15 20| 1.5 | 10.33~10.56 = . .
otch = = 8 8 12 16 8.31~8.52
mm (D Material: SUS304 12 |12 18 24 |1.75| 12.38~12.64 5 10 101520 10.37-10.62
. 16116 24 32| 2.0 | 16.44~16.73 .o/~10.
-Taps for Threaded Inserts Coarse Fine Finish —_— Aﬂgﬁ)r Orders-:—zrg:|$a:°i|rzji|c3;(; r(i;;ar;gyl/,upln::seo ?222:’:?:/;2 Ef)nqrse Thrgatil) gg?ol.r:r? ntgg rstllzgrs] a;;tesrri]r:)sretrgroqhan(agfg fc”(redreirnsslearrt?grrm .than indicated quantity, please check with WOS.
HLTX | HLSX | Coarse Tapping Type |*M]| Insertion Pitch Diap(Referenceh ~9pcfll 10-19 | 20-49 |50~100 W Tangless Insert TLTK (Setof a plug tap and a bottom tap) |  (®)These specialized tools allow insertion and removal of tangless inserts, reducing working human hours.
HLTY | HLSY | Medium Tapping 518 16 20170 528-648 . Hand Taps Il Hand Taps for Tangless Inserts
HLTZ | HLSZ | Finish Tapping HLss | 10 |19 1 1.0 [Erp—— Part Number Aopicale L D K | Unit Price [VureDiourfae
- 10 15 20 [1.25] "oTT Type No. |Theadedinsetthl 1~3pc(s).| 4 pcs.
(Fine)
12218 11250 1938 1264 o — Z5 =2 . =
*Mand L are sizes when inserted into tapped holes.  (%)For orders larger than indicated quantity, please check with WOS. 4 4 60 55 4: 5
L dimension before insertion is shorter than that after the insertion. L TLTK 5 5 52 ) 25
[l Taps for Threaded Inserts 6 5 70 62 5
(M6 or More) Part Number] Appicable [, [ [« [_Unit Price [Volme DiscountRate 8 3 75 7 55
B B = Type |No.[Threaded Insert M 1~9pc(s).| 10~20 10 10 7 35 65
L i v g? 5?5 445 .Insertions / Removal Tools (®)For orders larger than indicated quantity, please check with WOS.
[ Material: SKH [§] Hardness: 61 ~ 64HRC HLTX | 5 67 6 i Tangless Insert TLTP TLTN Part Number Unit Price [Volume Discount Rate
g€ D L
HLTY | 6 65 | 62 | 5 Insertions / Removal Tools Type No. 1~ 3 pc(s). 4 pcs.
HThreaded Insert HLTP HLTZ [ 8 75 7 55 2.5 6.0 69.0
Installation Tools Mandrel — (Coarse) 12 g gg 18655 62-35 TLTP 3 6.8 68.5
- 16 6 105 [ 14 | 11 (Insert Tool) - e o
= } I (®)For orders larger than indicated quantity, please check with WOS. TLTN 6 1.0 781
Part Numb a Unit Price |olume Discount Rate (Removal Tool) 8 13.0 98.4
L Type [No| _ Fitch LD | K [ apcls). 10~20 4 10 155 104.4
HLSXT 8 [ 1.0 75 | 7 |55 ’ Mandrel Housing (®TLTP and TLTN are not RoHS compliant, but the content of hex chrome for surface (®)For orders lerger than indicated
: HLSY [10[ 1.0 1.25 82 | 8565 a | ) treatment is within threshold value. quantity, please check with WOS.
[@ Material HLSZ _
No. I=iseve [ Mandrel| ) e Tesnent (Fine) | 12 1.25 1.5]88 [105] 8 - No damages on the threads and bodies at removal. } -
3~6 | PPS Scwmass | Black Oxide [l Threaded Insert Installation Tools @Forordersfarger tan indicated quantiy, please check with W0S. (@)Caps are removable. - No need for breaking t;:gs oflf, _alndtlt::kllng foDr_ brcl;;n t;ings, or ch)eckmg gauge positions.
|m§| | 8~16 | SCM435 (for SCM435 part) Part Number Applicable Unit Price| Voume Dot ate x . ap Pilot Hole Dia. (Reterence
Type | No. [ThreadednsertM = | A [~ 9pc(s)| 10-20 B Type | @Material | Esarteine Part Softer— Mating Material~ Hardert D ENT ENTS
5 £ Slotted Number Hard Plastic [Cast Iron |(Outer Screw)
M Threaded Insert HLTB ] 80 ENT  |Free-Cuting Steel| Chromate (Cast Iron ~ HB200| HB200 ~
Tang Break-Off Tools g g 50 \;Q};/ ENTS | sus3o3 - L TightVeta such e Netalsuch
6 6 65 | 103 = Plgintc as Aurinum Aloy | ST Unit Price] Jmﬁ: lUnit Price] Iylglcuonaﬁt
o ‘:l:l a HLTP 8 8 75 = Type (c»’:m) Hardwood Tenséil‘%z;rerr:{gzth:~ Strengt 3501/ (0. D.| Pitch Rate Rate
10 10 80 RKe——" m mm2~
L;—j 12 12 00 124 \:%"‘ ¥ — Brass, Other Nonferrous Metals 1~ 99 pe(s)| 100~300 |1 ~ 99 pe(s)| 100~300
16 16 210 = v = 316 45 |46 | 47 ] 48 | 5 |05
(0 Material: SCM435 lTang Break-Off Tools (%)For orders larger than indicated quantity, please check with WOS. (@) PrtNumbers in yelowcels arenotRotS compliart | 48 5.9 60 | 6.1 6.2 6.5 |0.75
aterial: ) - ] - The hex chrome content for surface treatment is wihin L ENT | 5 [10] 72 73 | 75 7.6 8 110
[RoHS 10| B Surface Treatment: Black Oxide Part Number Appiicable Unit Price Voume DicouRee thresold vl
Type No. [Threaded Insert M L D d 1~ 9pc(s)] 10~20 O L ENTS | 6 (14| 88 9.0 | 92 9.4 10 | 1.5
) 8 [15] 108 11.0 | 11.2 11.4 12 | 1.5
B Threaded Insert HLTN (No.1) i Z 6 el I Self-Tapping Inserts ENTP 10[18| 128 | 130 | 132 | 134 | 14 | 15
Removal Tools < 5 5 100 9 i Hand Tools for Self-Tapping Inserts — 1222 148 1150 | 152 154 | 16 |15
HLTB 6 6 4. — (®Do not use this for difficult-to-cut high strength Aluminum (Duralumin etc.) (®)For orders larger than indicated
(Wrench Flats B1)
1 180 80 0 2 ; (®)When the tapped material has high hardness, drill a pilot hole of slightly larger diameter within the range. quantity, please check with WOS.
12 2 5 | 16 | 8. ___Part Number | Applicable L B1 B, | Unit Price [VneDicufde
16 6 4 0 1 » Type No. [Threaded Insert M| 1~9pc(s)] 10~20
[l Threaded Insert Removal Tools (®)For orders larger than indicated quantiy,please check with WOS. 3 i gg g ;
Part Number Applicable L A Unit Price |Voume Discount ate g : = 7 o
Type No. [Threaded Insert M 1 ~9pc(s)| 10~20 Hex End ENTP 6 6 75 8 13
1 345 2 60 h Flats B:
(Wrench Flats B2)
HLTN 2 6-8-10 109 | 75 1 1% 180 ;: 125 :g
[ Material: S45C [ Surface Treatment: Black Oxide 3 12-16 117 100 . 5
®)For orders larger than indicated quantity, please check with WOS. m ([0 Material: SUM22L 12 12 95 125 19

? Ordering - (5 dering i (®)For orders larger than indicated quantity, please check with WOS.
(@] eamie flrss - 48 (@ |eame  Tirs25 5
HLSS10 - 15 - 1.25 EENNTTPss 6
HLSX - 8 - 1.0 TLTP10
5 ) [lHow to Handle Threaded Inserts WFeatures of Self-Tapping Inserts lHow to Use a Bolt and a Nut
l - Slotted tap inserts with both external and internal threads. Use a hex nut and a Self-Tapping Insert in a
i i ively-| i ipping of the pre-tapping. double-nut ent as shown below.
1. Drill a pilot hole in the workpiece within the appropriate limit of tap pilot hole diameters - This fastener components re.lnforce relatively-low mechanical thread strength and allow skipping of the pre-tapping D?)uno? c?l;lst%gqﬁgmﬁrst e s
shown in the above table. lMachining Procedure and Precautions for Use with the bolt. After the insertion is complete,
(Hole Depth > Length after Insertion +2.5xP (Pitch)) 1. Drila pilot hole in the workpiece within the appropriate fimit of tap pilot hole diameters shown in the above table. When the tapped material has high hardness, drill  pilot hole of slightly larger diameter within loosen the hex nut while holding the bolt head.
2.Tap with "Taps for Threaded Inserts" (Coarse, Medium, Finish Tapping in that order), and the range.
completely remove metal chips. 2. With the slot facing down, ft the seff-tapping insert all the way onto the tip of the hand tool (Fig. 1). Put the insert vertically into the pilot hole by turning the tool handle. (Fig. 2)
3. Insert Threaded Inserts to tip of sleeve of the Insert Tool (with tang on the tip side), and * f the pilot hole diameter s too small i may cause a lag n pich or looseness, and can damage todls,
clip on the tang at the mandrel slot (Fig. 1). Turn the handle and insert Threaded Insert into *At the start of tapping (1 to 2 pitches), check to see if the tools are aligned straight with the pilot hole.
the guide of thread part on the tool tip. Set it so that the threaded insert does not protrude If the insert is going in slanted, stop turning the tool and re-align. Realignment after inserting almost halfiway (1/3 to 1/2)is too late. Do not reverse the rotation during the insertion as that will cause damages.
more than the sleeve tip (leaving 1 or 2 pitches). 3. When the insert has arrived at a predetermined depth, tighten the hex part of the tool with a wrench, and then turn the handle counterclockwise to separate the tool from the workpiece. (Fig. 3)
4.Turn the handle to install Threaded Inserts by positioning the insert tool perpendicular to * Further turning a tool when already in contact with the workpiece can damage the seff-tapping part of the insert and result in a loose fit.
the work (Fig. 2). Check the insertion condition from the opening of the sleeve tip. Remove 4. Before the first use, please select a proper pilot hole dia. through trials.

the tool from the work when insertion is complete.
*Inserting while pressing the handle hard in the insertion direction causes damages such as
skipped threads. Always turn the handle lightly in the horizontal direction. Do not reverse
the rotation during the insertion as that will cause damages. ENTP A
5. After the insertion is complete, insert the tang break-off tool, and break off the tang from
the notch by striking the head sharply with a hammer (Fig. 3).
6. When removing Threaded Inserts, press an Insert Removal Tool onto the insert, and slowly
turn counterclockwise to remove it (Fig. 4). When reinserting the Thread Insert into the

removed hole, use special tap again before inserting.
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