FASTMAN

SCREW THREAD INSERTS

FASTMAN Screw
Thread Inserts are made
of helically coiled 18-8
stainless steel wire, with
precise diamond shaped
iy i " cross section to
; accommodate internal and
external threads
simultaneously. When
ST e assembled in a FASTMAN
e ! tapped hﬂle, the FASTMAN
 Insert presents a
. permanent internal thread
. which conforms to
 standard specification.
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THEY PROVIDE
PERMANENT THREADS
IN ANY MATERIAL
AND SOLVE PROBLEMS
OF PRODUCTION
& SALVAGE

A PRODUCT OF

FASTENER MANUFACTURERS PRIVATE LIMITED

4, Mandeville Gardens, Calcutta-700 019, India Phones : 440-5544/6780 Gram : HELIFAST

LUCKNOW : Plot B3, Amausi Industrial Area, P.O. Amausi, Lucknow - 226008, Phone : 436676, Gram : HELIFAST. Bulletin : B 102
BANGALORE : Plot 3D, Visveswaraya Industrial Area, 1st Stage, Bangalore - 560 048, Phone : 8511934



FASTMAN screw thread Inserts are made of helically coiled 18-8 stainless steel wire with a precise diamond
shaped cross section to accommodate internal and external threads simultaneously. When assembled in a

FASTMAN tapped hole the FASTMAN Insert presents a permanent internal thread which conforms to
standard specifications. FASTMAN Inserts are available in two basic

SCREW-LOCK (internal locking)

BASIC N
RELATIONSHIPS - N
OF THE
FASTMAN
SCREW THREAD
INSERT

Basic major dia of tapped hole |
Major dia of tapped hole
Basic major dia of insent
g Basic pitch dia of tapped hole.
< Basic major dia of screw thd,
Basic pitch dia of screw thd.
Basic minor dia of nut thd.

Minor dia-of screw
Basic minor dia of screw thd.
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TANG  SCREW
LOCK
STANDARD PROVIDES
AN
PROVIDES EXCLUSIVE
A FREE 5 RESILIENT
RUNNING O INTERNAL
THREAD LOCKING
THREAD

TANG

TCH

GRIP C[]IL! ! NO

|
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HOW TO ORDER- INSERT-Select Part Mo. 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

1

NOMINAL
THREAD
SIZE

2

3

4 5

BASIC LENGTHS "Q" INCH
Equal to length of minimum through hole,
or minimum length of full form thread

in blind hole. Actual length of assembled
insert equals basic length less '/, pitch.

DIA | TPL | STANDARD | SCREWLOCK | o | ok

U | 40 | 12552 CN | 24552 CN /% /
/' | 24 | 12553 CN | 24553 CN | * | 2 |
V" | 20 | 1255-4 CN | 24554 CN | Y, A
. | 18 | 1255-5 CN | 2455-5 CN ;f,//ﬁfﬂ Jh
/'’ | 16 | 12556 CN | 24556 CN | ks Yo )oY
' | 14 | 12557 CN | 24557 CN | JIg" | ®e | 7
1/, 12 | 1255-8 CN | 2455-8 CN ff{'} s, 1
/' | 12 | 12659 CN | 2455-9 CN | *lig” | ¥la | 1%
5/, 11 | 1255-10CN | 2455-10CN | S| s | 1Y,

1255-11 CN

2455-11 CN

19/,

1255-12 CN

2455-12 CN

1255-14 CN

1II

1255-16 CN

T

1255-18 CN

21/,

11'..1‘ n

1255-20 CN

21/

117"

Dl NS0 DO

1255-24 CN

6 7 ‘ 8 ‘
2
DIA DIA DIA
1
4 [ :

¥, | 32 | 1261-3 CN | 2461-3 CN (;‘ha’/ Vo | s
T, | 28 | 1261-35CN | 2461-35 CN f,.-?"(az// ea | s
/' | 26 | 1261-4 CN | 2461-4 CN | ' *ly 'y
/w' | 26 | 1261-45CN | 2461-45CN | g~ | o | e
s | 22 | 1261-5 CN | 2461-5 CN {_,fhgf Bl il
' | 20 | 12616 CN | 2461-6 CN | “/s Vel G
7" | 18 | 1261-7 CN | 2461-7 CN K,Efﬁ’/ A
! 16 | 1261-8 CN | 2461-8 CN P ) 1
7. | 16 | 1261-9 CN | 2461-9 CN | % | 2 | 17,
/" 14 | 1261-10CN | 2461-10 CN ;f{'f e 1Y,
"' | 14 | 1261-11CN | 2461-11CN | Vi | 1's 1%,
3y 12 1261-12CN | 2461-12 CN Hﬂfd 12 it
" | 12 | 1261-13CN e | 1 | 1%
T 11 1261-14 CN I ¥ | 1%,
1" 10 | 1261-16 CN 1 1/, =
11/" 9 1261-18 CN 1y | 1" | 2,
7 1261-20 CN W, | 1 | 2,
13 | 8 1261-22 CN ¥, | 2 | 2%,
LA - 1261-24 CN 1, | 2Y, 3




NOMINAL
THREAD

SIZE

TAPPED HOLE INSERT INSTALLED

B E Z
DIA | TRL | WA T MIN_|__MN. | MAGL | MIN. | MAX | WMN_| M.
v | 40 135 | 129 | 1548 | .1430| .1410| .1119| 1090 | .0930 ¥ 2 R
3f 24 202 | 196 | 2365 | .2166 | .2142 | .1643 | .1608 | .1341 M]H%HW‘ MINORDIA
,, EFFECTIVE DIA S
v, 20 267 | 261 | 3087 | 2849 | 2820 | .2219| .2180 | .1860 B EFFECTIVE DIA
MAJOR DIAMIN
s | 18 334 | 328 | 3777 | 3512 | .3480| 2811| 2769 | .2413
3 " 16 398 | 390 | 4483 | .4185| 4150 | .3395| .3350 | .2950
yro| 14 463 | 453 | 5212 | 4871 | .4833 | 3966 | .3918 | .3461
¢ | 12 | 525| 515 | 5973 | 5575 | 5533 | .4518 | .4466 | .3932 INSTALL INSERT
— ', ¥, PITCH—
s » | 12 | .588| 578 | .6600 | .6201 | .6158 | .5144 | .5091 | .4557 HELUW S
s | 11 | 63| 853 | 7312 | 6878 | 6832 | 5724 | se68| 5086 " NSk ‘%‘: 3
s |4 727 | 717 | 7938 | 7505 | 7457 | 6351 | .6293| .5711 -
Dl AR
3y, i0 | .791| .781 | .8669 | .8191| .8141 | .6920 | .6860 | .6220 Y AN v
7" 9 916| .906 |1.0048 | 9516 | .9462 | 8103 | .8039 | .7328 MINIMUM THROUGH HOLE TN
MINIMUM BLIND HOLE
1" 8 |1.044|1.031 |1.1457 | 1.0859 | 1.0801 | .9268 | 9200 | .8400
10 |7 [1.488 | 1471 [1.2912 | 1.2227 | 1.2165 | 1.0407 | 1.0835 | 9420
117, 7. | 1.811| 1.296 |1.4163 | 1.3479 | 1.3415 | 1.1659 | 1.1585 | 1.0670 |
FORMULAE FOR CALCULATING MINIMUM DRILLING & TAPPING DEPTHS.
17" | 6 |1571|1.546 |1.6936 | 1.6137 |1.6067 | 1.4013 | 1.3933 | 1.2866 B = BITCH o M.
Q = Minimum full form tapped thread length. Values fnr Q are the same as the values Ilstad in
, mlumns 4108,
32 198 | .192 | 2247 | 2088 | 2075 | .1708 | 1675 | .1475 R = Entering portion of Screw (max.) if tang is not removed = Q- 1P.
S = Drill Depth |

o8 | 231| 225 | 2612 | 2442 | 2416 | 1995| 1959 | .1730| B 432':’; (,&"f‘;;:,;h?ﬁ; ';'::;i',f 'ﬂ;ad}

o5 | 264 | 257 | 2057 | 2774 | 2747 | 2001 | 2254 | 2008 i ;;fgag; i‘?np; (i{bottoming teps are yse0)

26 | 295| .288 | .3270 | .3088| .3059 | .2605| .2566 | .2320 5 g;Sﬁmpjfg;ﬂg;"g;?;;;;;;gd;m e

o0 330 013 3662 447 | 3416 5875 2834 2543 | - Depths of counterbores or countersinks, if any, must be added to value& forQ, R S&T




DRILLS GAUGES

NOMINAL s
THREAD NOMINAL

THREAD

1

RECOMME-
NDED SIZE

ALTERNATIVE
SIZE

ROUGHING
TAP

FINISHING
PLUG TAP

FINISHING

BOTTOMING TAP

FASTMAN
GAUGE

19

FREWINDER TYPE
INSERTING TOOL

TANG BREAK
QFF TOOL

EXTRACT-
ING TOOL

#30

3.3 mm

2 WR

2 WP

#9

S mm

3 WR

2 WB

WGM-2

MWIP-2

MWTB-2

1227-06

3 WP

3WB

WGM-3

MWIP-3

MWTE-3

1227-06

G

6.7 mm

4 WR

4 WP

4 WB

WGM-4

MWIP-4

MWTB-4

gy m
'Ilr'Ed-

8.4 mm

5 WR

5 WP

5WB

WGM-5

MWIP-5

MWTB-5

1227-6

1227-6

25/ "

10 mm

6 WR

6 WP

Eg;mll

1.7 mm

7 WR

7 WP

6 WB

WGM-6

MWIP-6

MWTB-6

1227-6

7 WB

WGM-7

MWIP-7

MWTEB-7

1227-16

33:’64“

13.2 mm

8 WR

8 WP

8 WB

WGM-8

MWIP-8

MWTB-8

1227-16

3?; [T
B

14.75 mm

9 WR

3 WP

9 WB

WGM-9

WIP-9

MWTB-9

1227-16

21 "{'BE“

16.75 mm

10 WR

10 WP

10 WB

WGM-10

WIP-10

MWTB-10

1227-16

?3;32 1

18.5 mm

11 WR

11 WP

11 WB

WGM-11

WIP-11

MWTB-11

1227-16

agf 0
'IFEE

20 mm

12 WR

12 WP

12 WB

WGM-12

WIP-12

MWTB-12

1227-16

H’j‘nll

23.25 mm

14 WR

14 WP

14 WB

WGM-14

WIP-14

MWTB-14

1227-16

13"

26.5 mm

16 WR

16 WP

16 WB

WGM-16

WIP-16

MWTB-16

1227-16

11"

30 mm

18 WR

18 WP

18 WB

WGM-18

WIP-18

1 19;64“

33 mm

20 WR

20 WP

20 WB

WGM-20

i

39.75 mm

24 WR

24 WP

24 WB

WIP-20

WGM-24

WIP-24

USE
LONG-
NOSED
PLIERS

1227-24

1227-24

1227-24

#10

5 mm

3 XR

3 XP

3 XB

AGM-3

MXIP-3

# 1

5.8 mm

35 XR

35 XP

35 XB

XGM-35

MXTB-3

1227-6

MXIP-35

MXTB-35

1227-6

6.6 mm

4 XR

4 XP

4 XB

XGM-4

MXIP-4

MXTB-4

1227-6

7.4 mm

45 XR

45 XP

45 XB

AGM-45

MXIP-45

MXTB-45

8.3 mm

5 XR

5 XP

5 XB

XGM-5

MXIP-5

1227-6

MXTB-5

1227-6

9.8 mm

6 XR

6 XP

6 XB

XGM-6

MXIP-6

1.5 mm

7 XR

7 XP

7 XB

XGM-7

MXTB-6

1227-6

MXIP-7

MXTB-7

1227-186

13.2 mm

8 XR

8 XP

8 XB

XGM-8

MXIP-8

MXTB-8

1227-16

14.75 mm

9 XRH

9 XP

9 XB

XGM-9

XIP-9

XTB-9

1227-186

16.5 mm

10 XR

10 XP

10 XB

XGM-10

AlIP-10

XTB-10

1227-16

18 mm

11 XR

11 XP

11 XB

XGM-11

XIP-11

XTB-11

1227-16

19.5 mm

12 XR

12 XP

12 XB

21.25 mm

13 XR

13 XP

13 XB

XGM-12

XIP-12

XTB-12

1227-16

XGM-13

XIP-13

XTB-13

1227-16

22.75 mm

14 XR

14 XP

14 XB

XGM-14

XIP-14

ATB-14

1227-16

26.25 mm

16 XR

16 XP

16 XB

XGM-16

XIP-16

XTB-16

1227-16

29.5 mm

18 XR

18 XP

18 XB

XGM-18

XIP-18

32.75 mm

20 XR

20 XP

20 XB

XGM-20

XIP-20

36 mm

22 XR

22 XP

22 XB

AGM-22

XIP-22

39 mm

24 XR

24 XP

24 XB

AXGM-24

AIP-24

USE
LONG-
NOSED
PLIERS

1227-24

1227-24

1227-24

1227-24

NOTES

DRILLS —Tapping drills
listed in col. 14 are
suitable for Aluminium.
For Steal, Magnasium and
Plastics, the alternative
larger size drills (col 14A)
should be used.

Taps —Finishing Taps
(cols 16 & 17) will
ordinarily produce both
Medium & Close fits.

Gauges—Thread Plug
Gauges (col. 18) are for
Medium fit. These are

used to check FASTMAN
tapped holes before
installation of the insed.

Inserting Toals -

Prewinder type (col.20)
recommends for all sizes

.ﬂ'f.li'is;__eg'_ts

Spark Plug -- Inserts listed
are suitable for 14 mm spark
plugs according to Indian
Standard Specification

No. IS 1063 -1963



INSTALLATION PROCEDURE

bRillnG S . METH  OF USING THE PREWINDER TYPE |
e SR e e || INSERTING TOOL
Use regular procedures, working to diameters specified in | :
the Table on reverse. The first column is for Aluminium. For ! SRRl g .
Steel, Magnesium and Plastics, the altemative largersize | o L;sie i AfTMANIP‘I?WTdEE .
drrlls recommended in the second column should be used.~ | - Type Inserting Tool. (Fig. 1) re o
: 2 mandrel and place insertin ; ( 2
PR Gl el A chamber with tang end towards :
e = L B threaded tip of tool (Fig. 2). T |
M e s e S | Aﬁiﬁanc‘e the mandrel until slot fully = MANDREE
i Rl = i & Sy | engages the mgerﬁtang. Rotate
iy N = e ﬁ | and advance the mandrel until the
. S e . mandrel protrudes 1 mm from tip.
TAPRING i . ;:g . P Hold tool firmly and squarely. ,
. = | agarnstwc:ark‘{Flg 3 anﬂ
W|th one Df th@ ty;a&s of FASTMAN fmlshlng taps . rr:}tatrng mandrel ata SIDW Unﬁgrm BODY __
FASTMAN rﬂughiﬂg taﬁa E\:AiTE E.UE!‘.HE.EJE h@WE‘VET for . : Hraie Uﬂtfl the tgp EE'lT of the insert X\‘h“"h. FIG. 1 !
occasions when t@ughﬁma’cenals mak&bath rough and s 18 Y to ¥z turn below top : |
finish cuts neccessary o L =t surface of hole. DO NOT PUSH
e G ) s ON MANDREL. DO NOT REVERSE
B s L ey MANDREL TO REMOVE TANG. o
L L a o When inserts are installed in small CHAMBER
i 7 o pEas e e parts which can be held in hand, # a
e - e | the Inserting TDEJI should preferably § :
@AUGING . = . - . ' . be mountedin a vice and the w:;:_rk ' THREADED |
PR C .f; Dr@ught to ihe tool. . - TIP
Clean tapped h@fe Use requmed FASTMAM Lhread gauge e
to che{ﬁ-: size and full th’reael depth in c@wenﬁ@nal maﬂﬁﬂr . i o Eabi | |
o o o e . s "PREWINDER TYPE INSERTING TOOL |
‘-:; - o S L : e .
- y e ! G S 2:& s L s il F*G.z r-' FIG.S
E e B e - MANDREL E *
; . = nas IS i : ary
iNSTALLlNG msm‘rs*“ e T B - MANDREL SLOT
Prewmder Ty;.:ae FASTMAN Inserting Tools are ﬂVﬁllabJE for | _INSE'ET
hand installation of Inserts. The Iﬁréwmﬁier’rype ISa . INSERT
- precision tool which aligns : and premmprea‘ses the insert | TDLNG
. for EES%M‘IH&H&’[I@H As @tted mandrel in the tool drives gi;wea* = o -
mseﬂ by its tang. Thfﬁ‘tﬂ@l is receammenefed for hand | L
 installation of all sizes of Coarse & Fine Series of Inserts. MRS ** INSEF?T ‘&
s i S Wi s iR e | e TANG -~
S e . O m UL U CSiOTIFDEND | LET.EED
w: - :u'% ﬁ: i o H i OF MANDHEL & -’
HEMOVING INSEFIT TANGS &:: R - ) &
T he tang on a#FHSTMAN !nserigh@ufd be rem@ve:ﬂ# #after - I P s :
mstailgtnﬁ;ﬁ only when ngcc:ésaa?y for scr%w Giearanc:e Bl P o
product appearance, andin suchx@asga notched inserts %’i“ % < il -
should be used. Thisis easny ac:@grnphshed by placing the "g | ; = :
- punch of the Tang Break Off Tool into the |r‘|§galleﬁ inset e | i &
and resting tool squarely on themserttapg Strike the t@ﬁ i e . |
_ ofthe teol wrthaljammer usnngﬁ sharp blow. {Fug,ﬁ} B i
S Ml S A B L e L o e #
;gaa s = ﬁl = 2 i
EXTHACTING 1NSEFLTSM IRl es e e I
In rare Instances; LnsgﬁS@re installed tqg dee;a :jx_ - | N S e e
ﬁC:’GSS—ihTE&dEd @ﬁﬂthermselmprﬂpeﬂymserted Sueh | o e :ggé‘;l_}LED
inserts are rea@illy rem-::wed with FASTMAN E)gfratﬁlng | PUNCH —~ 5
Tools which are available in four sizes to fit all slzes ot s e ;
inserts. Place the blade of the extra:::!fmg tool into the lnseﬂ | | - :
Q| as shownin Fig. 5. Hit the top of the too! with a hammer, L | R\ N
causing theblaci’;e to bite into the insert. Push down on the | I 'TA'ﬁf@ i - ;
tool and ;mta’fe cmuntem mc}:wnse (0} I:aack the insertoutof B Bl % IEEBEN
' the hole. . et e TANG BHE&E;(—DFFTDOL fil - EXTRACTING TOOL
”{FASTMANmserTS prﬂduggpégwanentthreacigg, hence e FIG. 5
extra:;;tmm is not normally necessary.) - ! m:ez .
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