THEY PROVIDE
PERMIANENT THREADS
IN ANY MATERIAL
AND SOLVE PROBLEMS
OF PRODUCTION
& SALVAGE

FASTMAN Screw

Thread Inserts are made
of helically coiled 18-8
stainless steel wire, with
precise diamond shaped
cross section to
accommodate internal and
external threads

- simultaneously. When
- assembled in a FASTMAN
~ tapped hole, the FASTMAN

Insert presentsa
ermanent internal thread

a, rd specification
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FASTMAN screw thread Inserts are made of helically coiled 18-8 stainless steal wire with a precise diamond
shaped cross section to accommodate internal and external threads simuftaneously. When assembled in a
FASTMAN tapped hole the FASTMAN Insert presenits a permanent internal thread which conformsto
standaml specifications. FASTMAN Inserts are avarlabia in two baslc types-STANDARD {frae running) and
SGHEW LOCK (internal locking)

TANG SCREW TANG =
. Basic major dia of tapped hole LOCK =
BASIC Major dia of tapped hole STANDARD PROVIDES =
; HELAT:U”SHIPS ) Basic major dia of insert AN
v~ Basic pilch dia of tapped hole. N
OF THE 3~ Basicmaor dactscrewtnd. | | PROVDES S | EXCLUSIVE
FASTMAN Basic pitch dia of screw thd. A FREE = O RESILIENT =
SCREW THREAD - iﬂﬁiﬁ: minor dia of nut thd, - RUNNING 2 - § INTERNAL S
inor dia of screw _
INSERT Basic minor dia of screw thd. THREAD %ﬁggﬂ? %
AMERICAN NATIONAL FORM SCREW OR STUD

HOW TO ORDER- INSERT-Select Part Wo. from Cols 2 &3 & add basic length of insert taken from Cols. 4 to 10 Example SL - C16CN X 24 represents.

TOOLS - Simply state part Nos. of tools from column below

I ; e S
=a FASTUANGNSERT BASIC LENGTHS "Q" MM
Tt NOMINAL S St Equal to length of minimum through hole,
W= IDENTIFICATION NUMBER s
U_%m THREAD (For Stainless Steel or minimum length of full form thread
D=" SZIE 'Nnt'r':hed-} in blind hole. Actual Length of assembled
. insert equals basic length less ¥ pitch.
DIA | TPI. | ~STANDARD | SCREWLOCK | DIA | DIA | DIA | DIA | DIA
#4 | 40 | 1185-04 CN | 3585-04 ON 168" | 224 I 280 | 336
#6 | 32 | 1185-06 CN | 3585-06 CN | 0.138 an? 276 | 345 | 414
" '.'r I - e
L #8 | 32 | 11852 CN | 35852 CN | 0.164 | 246 | 828 | 410 | 492
#10 | 24 | 11853 CN | 3585-3 CN | 0.190 _i.zas .380 -.4.?5_[ 570
#12 | 24 | 11851 CN | 3585-1 CN | 0.216 1(,.32«4 432 ;-._521.0 648
/" | 20 | 1185-4 CN | 35854 CN | '/ .~ [ 3
o 4 5 | 4 . 3/$ 2] g 4.
ur | 7. | 18 | 11855 CN | 35855 - el e
| E 3 | 16 | 11856 CN | 3585-6 S e
‘” s | 14 | 11857 CN | 3585-7 7 | S I
0 /' | 13 | 1185-8 CN | 3585-8 b 11/,
o P! ! 12 | 1185-9 CN h|3585~9 CN _ Yoo |22y | RS 1'“!_.,.5[
O | %' | 11 | 118510 CN | 3585-10CN | %, | ™., 4 | 17/,
i T IF
Z | 7 | 10 | 118512 CN | 3585-12CN | %, | 1Y, 2|
S 7/ ! 9 | 118514 CN | [ s | 1% 25/,
1 8 | 1185-16 CN 1 1
1/* | 7 | 1185-18 CN e | T
197 1 7 1 118520 GN | 1| 1%
%" | 6 | 118522 CN e | 2
174, 6 1185-24 CN 1L | 2', 3
1 =1 s T
#10 | 32 | 11913 CN | 8591-3 CN | 0.190 [ 285 | 380 | 475 | 570
' | 28 | 1191-4 CN | 3591-2 cN il o Lol 9 [
. | T K .
_ 8. 24 | 1191-5 CN | 3591-5 CN 5f,§ s l s e J. B/
' | 24 | 1191-6 CN | 3591-6 CN | % ° |SE/AEEISE/RRNISE R
h r / ] .
BN 7 | 20 | 1191-7 CN | 35917 CN | iz |Neci/I A /A
LL /5 20 1191-8 CN. | 3591-8 CN Vil 1 i [ 13
il 7 | 18 | 11919 ON | 3501-9 CN | ¢ [N 1 U |
=0 ' | 18 | 119110 ON | 3591-10 0N |- % . [RSEOSSHRE/ARINE TR
S Y | 16 | 1191-12 oN | 3s91-120n | % (TR
b 7). 14 | 1191-14 CN l W W | Ty ezl
- 1 12 | 1191-16 CN 1 1 2 2/
A | 12 | 1191-18 ON | 1y | 1 | 27, [EEE
17" | 12 | 1191-20 CN v, | 17 | 2v, S
5. 1 12 | 119122 CN e | 2% b2
1, | 12 | 1191-24 CN U | 2% 3




EE% NOMINAL i el
) b (See Dla?hli?:n:ls above)
ol 1 [ R e e e
DIA | TPI. 2 - =
MAX. MIN. MIN. MAX. MIN. MAX. MIN. MIN.
#4 40 | 124 | 118 | .1445 | 1308 | .1283 | .0995 | .0958 | .0849
#6 | 32 | 153 | .145 | 1786 | .1611 | .1583 | .1214| 1177 | .1042
48 | 32 | 178 | 171 | 2046 | 1872 | 1843 | 1475| .1437| 1302
#10 | 24 [ 208 199 | 2441 | 2203 | 2170 | .1672| .1629| .1449
#12 | 24 | 233 | 225 | 2701 | 2464 | 2430| .1933| .1889| .1709
ve | 20| 270 | 261 | 3150 | 2863 | 2825 | 2223 | 2175 .1959
E it 18 | 334 | 325 | 3847 | 2529 | 3486 | 2817 | .2764 | 2524
E s 16 | 398 | .389 | 4562 | 4203 | 4156 | 3401 | .3344 | .3073
D v | 14| 463 | 453 | 5303 | 4890 | 4830 | se72| 3011 3602
: Y| 18| 527 | 517 | 5999 | 5554 | 5499 | 4565 | .4500| .4167
o8 | 7 | 12| 591 | 581 | 6708 | 6225 | 6167 | 5152 | 5084 | .4723
O | 1 | 656 | 645 | .7431 | 6903 | .6841 | 5732 | .5660| .5266
= 10 | 783 | .772 | .8799 | .8216 | .8149 | 6927 | .6850| .6417
) L e 9 | 912 | .899 | 1,0193| .9543 | .9471| .8110 | .s028| .7547
1 8 | 1.042 | 1.027 | 1.1624| 1.0890| 1.0812| .9276| .9188| .8647
1y A 7 | 1173 | 1.156 | 1.3106| 1.2262| 1.2178| 1.0416| 1.0322| .9704
f1f 7 | 1.2908 | 1.281 | 1.4356| 1.3514| 1.3428| 1.1668| 1.1572| 1.0954
&/ 6 | 1.431 | 1.411 | 1.5914| 1.4926| 1.4832| 1.2771| 1.2667| 1.1946
| 17, 6 | 1.556 | 1.536 | 1.7164| 1.6177| 1.6082| 1.4022| 1.3917| 1.3196
#10 | 32 | 203 | .197 | 2306 | .2133 | .2103 | .1736 | .1697 | .1562
Y | 28 | 264 | 258 | 2964 | 2765 | 2732 | 2311 | 2268 2113
e | 24 | 328 | 322 | 3666 | 3433 | 3395| 2002 2854| 2674
A by 24 | 390 | .384 | 4291 | .4059 | 0.4020| .3528 | .3479| .3299
___li-l_ 7 | 20 @ 456 | .449 | 5025 | 4744 | 4700 | .4104| .4050| .3834
ﬁ 5 20 | 518 | 511 | .5650 | 5371 | 5325 | .4731| .4675| .4459
u o 18 | 582 | 575 | .6347 | .6035 | .5986 | .5323 | .5264 | .5024
= | 7% | 18 644 | 637 | 6972 | 6661 | .6611 | .5949 | 5889 | 5649
05‘ V' | 16 | 771 | 764 | 8312 | 7961 | .7906 | 7159 | 7094 | .6823
"L T 14 .899 | .891 | .9678 | .9274 | 9214 | 8356 | .8286| .7977
i i 12 1.028 | 1.018 | 1.1083| 1.0608| 1.0542| .9535| .9459| .909s
1/ | 12 1.153 | 1.143 | 1.2333| 1.1860| 1.1792| 1.0787| 1.0709| 1.0348
1" | 12 1278 | 1.268 | 1.3583| 1.3112| 1.3042| 1.2039] 1.1959| 1.1598/
13" | 12 1.403 | 1.393 | 1.4833| 1.4364| 1.4292| 1.3291| 1.3209| 1.2848
17, | 12 1528 | 1.518 | 1.6083| 1.5615| 1.5542| 1.4542| 1.4459| 1.4098
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FORMULAE FOR CALCULATING MINIMUM DRILLING & TAPPING DEPTHS.

P = PITCH in MM.

Q = Minimum full form tapped thread length. Values for Q are the same as the values listed in

columns 4 to 10.

R = Entering portion of Screw (max.) if tang is not removed = Q—1P.

S = Drill Depth (min.) excluding point.
= Q + 42 P (if finishing taps are used).

or S = Q + 2% P (if bottoming taps are used)

T = Tap Depth (min.)
= Q + 3% P (if finishing taps are used)

or T=Q + 1% P (if bottoming taps are used).

Depths of counterbores or countersinks, if any, must be added to values for Q, R, S & T.




DRILLS TAPS GAUGES TOOLS ]
Tt e
<w |  NOMINAL NOMINAL | X6
GE G THREAD THREAD %Efjﬁ
wE®» SZIE SIZE nwg=
RECOMME- JALTERNATIVE ROUGHING FINISHING FINISHING FASTMAN PREWINDER TYPE TANG BREAK EXTRACT -
DIA | TPI | noep size SIZ¢ TAP PLUG TAP | BOTTOMING TAP GAUGE INSERTING TOOL |  OFF TOOL ING TOOL DIA | TPL
#4 | 40 | 3.0mm # 32 04 CRU | 04 CPB 04 CBB 1440-04 3551-04 3580-04 1227-06 #4 40
46 | 32 | 3.7mm # 26 06 CRU | 06CPB 06 CBB 1440-06 3551-06 3580-06 1227-06 #6 32
48 32 #17 44mm | 2CRU 2 CPB 2 CBB 1440-2 3551-2 3580-2 1227-06 #8 32
#10 | 24 #7 52mm | 3CRU 3 CPB 3 CBB 1440-3 3551-3 3580-3 1227-6 #10 | 24
412 | 24 | 5.9 mm # 1 1 CRU 1 CPB 1 CBB 1440-1 3551-1 3580-1 1227-6 #12. | 24
| w20 o [e7mm ]| acru | aces 4 CBB 1440-4 3551-4 35804 | 12276 | U |20 | &
2 IR 18 2" | 84mm | 5CRU 5 CPB 5 CBB 1440-5 3551-5 3580-5 1227-6 T 18 <
ﬂ 1& 16 n
E v* | 16 | " | 10mm | 6CRU 6 CPB 6 CBB 1440-6 3551-6 3580-6 1227-6 e | 16 [
"! i 14 . |11.6mm| 7CRU 7 CPB 7 CBB 1440-7 3551-7 3580-7 1227-16 e | 14 z
"'? ) g 13 " |132mm| 8CRU 8 CPB 8 CBB 1440-8 3551-8 3580-8 1227-16 A 13 O
= 7
Qr "
o /. 12 |14.75mm| 15mm | 9CRU 9 CPB 9 CBB 1440-9 528-9 1195-9 1227-16 /i 12 i NOTES
o /. 11 [16.5mm | 2y * 10 CRU 10 CPB 10 CBB 1440-10 528-10 1195-10 1227-16 of." 11 % DRILLS —Tapping drills
] Listed in col. 14 are
= | - 10 [19.75mm| 2 12 CRU 12 CPB 12 CPB 1440-12 528-12 1195-12 1227-16 ) 0 | @ suitable for Aluminium.
5 : e For Steel, Magnesium and
2 = 9 /32 23mm | 14CRU | 14 CPB 14 CBB 1440-14 528-14 1195-14 1227-16 (A 9 Plastics, the afternative
 h larger size drills (col 14A)
T 8 1'."  126.25 mm| 16 CRU 16 CPB 16 CBB 1440-16 528-16 1195-16 1227-16 1% 8 should be used.
sl 7 1%," |295mm [ 18CRU | 18 CPB 18 CBB 1440 -18 528-18 122724 | 1/ | 7 E:ET:‘QE”F“
i 19/ = q197 » : : USE - ; ordinarily produce both
17/, 7 32 /" | 20CRU | 20CPB 20 CBB 1440-20 528-20 L GNG. 1227-24 11, 7 il i
1% | & |35.75mm| 36mm | 22CRU | 22CPB 22 CBB 1440-22 528-22 NOSED | 122724 | 1% | its.
= PLIERS Gauges —Thread Plug
L= 6 |39.25mm|39.5mm | 24 CRU 24 CPB 24 CBB 1440-24 528-24 1227-24 iy 6 Gauges (col. 18) are for
MNormal 2B fit. These are
used to check FASTMAN
#10 32 #8 51 mm 3 FRU 3 FPB 3 FBB 1441-3 3552-3 3581-3 1227-6 #10 32 tapped holes betore
tallation of th .
1. 28 G 67mm | 4FRU 4 FPB 4 FBB 1441-4 3552-4 35%1-4 1227-6 A o8 installation of the insert
Inserting Tools —
By || 24 P 83mm | 5FRU 5 FPB 5 FBB 1441-5 3552-5 3581-5 1227-6 > | 24 GRERINuaRype.co) <))
recommends for all sizes
Yoo | 24 W | 99mm | 6FRU 6 FPB 6 FBB 1441-6 3552-6 3581-6 1227-6 yr | 24 SIS
v (= Spark Plug -- Inserts listed
w /9 20 s 11.5mm | 7 FRU 7 FPB 7 FBB 1441-7 3552-7 3581-7 1227-16 7 20 h are suitable for 14 mm spark
o 14 = plugs according to Indian
Ml 7 | 20| ® | 13mm | 8FRU | s8FPB 8 FBB 1441-8 3552-8 35818 | 122716 | U |20 [ O catan
7} o 2 g
| e ofse 18 " |14.75 mm| 9 FRU 9 FPB 9 FBB 1441-9 535-9 1196-9 1227-16 5y 18 | Qo
= 8).» 18 " |16.25 mm| 10 FRU 10 FPB 10 FBB 1441-10 535-10 1196-10 1227-16 o A 18 | =
o 3" 16 9" | 19.5mm | 12FRU 12 FPB 12 FBB 1441-12 535-12 1196-12 1227-16 Ips 16 ;
"Z",' Ty 14 1" |22.75 mm| 14 FRU 14 FPB 14 FBB 1441-14 535-14 1196-14 1227-16 155 14 E
= 1" 12 T 26 mm | 16 FRU 16 FPB 16 FBB 1441-16 535-16 1196-16 1227-16 1 12 m
19/ 12 1%, |29.25mm| 18 FRU 18 FPB 18 FBB 1441-18 535-18 1227-24 iy | 12
e | 12 | 17, |s225mm| 20FRU | 20FP8 | 20FBB | 144120 | 53520 e | 122724 | v | 2
19 | 12 1257 |35.5mm | 22FRU | 22 FPB 22 FBB 1441-22 535-22 NOSED 1227-24 19> ] 12
PLIERS
17" 12 13 " [38.75 mm| 24 FRU 24 FPB 24 FBB 1441-24 535-24 1227-24 (T



INSTALLATION PROCEDURE
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DRILLING

Use regular procedures, working to diameters specified in
the Table on reverse. The first column is for Aluminium. For
Steel, Magnesium and Plastics, the alternative larger size
drills recommended in the second column should be used.

TAPPING

FASTMAN tapping is usually done in a single operation
with one of the types of FASTMAN finishing taps.
FASTMAN roughing taps are available, however, for
occasions when tough materials make both rough and
finish cuts neccessary.

GAUGING

Clean tapped hole. Use required FASTMAN thread gauge
to check size and full thread depth in conventional manner.

INSTALLING INSERTS

Prewinder Type FASTMAN Inserting Tools are available for
hand installation of Inserts. The Prewinder Type is a
precision tool which aligns and precompresses the insert
for easy installation. A slotted mandrel in the tool drives the
Insert by its tang. This tool is recommended for hand
installation of all sizes of Coarse & Fine Series of Inserts.

REMOVING INSERT TANGS

Thetang on a FASTMAN Insert should be removed after
Installation only when neccessary for screw clearance or
product appearance, and in such cases notched inserts
should be used. This is easily accomplished by placing the
punch of the Tang Break Off Tool into the installed insert
and resting tool squarely on the insert tang. Strike the top
of the tool with a hammer, using a sharp blow. (Fig.4)

EXTRACTING INSERTS

In rare instances, inserts are installed too deep,
cross-threaded or otherwise improperly inserted. Such
Inserts are readily removed with FASTMAN Extracting
Tools which are available in four sizes to fit all sizes of
inserts. Place the blade of the extracting tool into the insert
as shown in Fig. 5. Hit the top of the too! with a hammer,
causing the blade to bite into the insert. Push down on the
tool and rotate counterclockwise to back the insert out of
the hole.

(FASTMAN inserts produce permanent threads ; hence
extraction is not normally necessary.)

METHOD OF USING THE PREWINDER TYPE
INSERTING TOOL

To use FASTMAN Pre-winder
Type Inserting Tool, (Fig.1) retract
mandrel and place insert in
chamber with tang end towards
threaded tip of tool (Fig. 2).

-
1 ‘-‘__‘\
Advance the mandrel until slot fully ir =
l

MANDREL

engages the insert tang. Rotate

and advance the mandrel until the

mandrel protrudes 1 mm from tip.

Hold tool firmly and squarely.

against work (Fig. 3) and

install insert into tapped hole by

rotating mandrel at a slow, uniform BO_DY
rate, until the top coil of the insert = FIG. 1
IS Ya to Y2 turn below top r
surface of hole. DO NOT PUSH

ON MANDREL. DO NOT REVERSE

MANDREL TO REMOVE TANG.

When inserts are installed in small CHAMBER
parts which can be held in hand, e

the Inserting Tool should preferably

be mounted in a vice and the work [ THREADED
brought to the tool. - TIP

I
PREWINDER TYPE INSERTING TOOL

Tl FIG.2 f_ FIG.3
; 2
| MANDREL ’
; + | Y
. MANDREL SLOT §
2 /
20— INSERT /
o
20 INSERT :
| TANG M =
INSERT TR P N
TANG N\ }\\\

TAPPED
SLOTTED END
OF MANDREL HOLE

INSTALLED
PUNCH INSERT BLADE
TANG—" |
TANG BREAK-OFF TOOL EXTRACTING TOOL
FIG. 4 FIG. 5
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