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i FASTMAH suraw thraaﬂ lnsans are mac:le m‘ heri’cairy r.:nﬂad 1&3 siatnlesa steal wire wnlh a pramsa dlamnnd
G '"shaped Cross santmn ta anmmrnadata lIﬂETF'IHl and axfarnal thraads samuaanaoushr Whan assembled m a
 FASTMAN tapped hole the FASTMAN Insert presents a paan‘hanant intama”l thread which conforms to il Rl
~ standard spacﬁicatmns FASTMAN lnsartas are availabia in twa hasit: Wpas ST#.NDAHD [frea runmng} and 1
~ SCREW-LOCK [lntarnai Iatlnng} o i ; el

= e s 2 x

SCREW TANG

| S O METRIC FORM SCREW OR STUD

TANG -
>\ Basic major dia of tapped hole | LOCK E
BASIC Major dia of tapped hole STANDARD PROVIDES =
N Basic major dia of insert i AN -l
RELATIONSHIPS :
~ Basic pitch dia of tapped hole. |
OF THE l k\\i. Easn:: major dia of screw thd. | PROVIDES T EXCLUSIVE
FASTMAN . '/ Basic pitch dia of screw thd. A FREE o> RESILIENT St
SCREW THREAD Al % T e RUNNING S INTERNAL S
INSERT cxlsihiots e SRR THREAD LOCKING =
asic minor dia of screw thd. THREAD =

HOW TO ORDER- INSERT-Select Part No. 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

NOMINAL

THREAD

SZIE

-'m M16x2 screw lock Insert of 24 mm basic length

BASIC LENGTHS "Q" MM
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.

L & J & 171810 ]30
nalpj PnﬁH STANDARD SEQET DIA %TE ;Jii ;Jii DIA o
M2 | 04 | SD-C2CN SL-C2 CN 27 | 3d} 4
M2.2. | 0.45 | spD-ce2cN | sL-C2.2 CN . 3] 44
M25 | 0.45 | spD-c25CN | SL-C2.5 CN 4 50
M3 | 05 | sD-C3CN | SL-C3CN 6
M4 | 07 | SD-C4CN | SL-C4CN
M5 | 08 | SD-C5CN | SL-C5CN 10
M6 1 SD-C6CN | SL-C6CN 12
M7 1 SD-C7 CN SL-C7 CN 14
M8 | 125 | sD-cscCN SL-C8 CN
M10 | 1.5 | SD-C10CN | SL-C10CN 20
Mi2 | 1.75 | sD-C12CN | SL-C12CN | 24
Mi4 [ 2 | sSb-clt4acN | SL-C14 CN 1471 21
Mi6 | 2 SD-C16 CN | SL-C16CN | 8 12 | A67] 24 | 32
mig | 25 | SD-C18CN [ SL-CIBCN | 9 135 |as"f27 | 36
M20 | 25 | sb-ccocN | sL-c2ocN | 10 15 | 207 ] 30 | 40
M22 | 25 | sb-c22cN 11 165 |22 | 33| 44
M24 | 3 SD-C24 CN 12 18 | 24 | 36 | 48
M27 | 3 SD-C27 CN 135 |2025 | 27 |405] 54
M30 | 35 | SD-C30CN 15 |225 |30 |45 | 60
M33 | 35 | sp-cascN 165 |24.75 | 33 |495]| 66
M36 SD-C36 CN 18 27 |36 |54 ]| 72
M39 | 4 SD-C39 CN 195 |2925 | 39 |s585]| 78
M8 : SD-F8 CN SL-F8 CN /a/
M10 | 1.25 | SD-FIOCN | SL-F10 CN | o
M12 | 125 | SD-FI2CN | SL-F12 CN 22"""
Mi4 | 15 | SD-FI4CN | SL-F14 CN 14
M16 | 1.5 | SD-FI6CN | SL-FI6CN | 8 12 | 16
M18 | 15 | SD-FI8CN | SL-FI8CN | 9 135 | 187 27
M20 | 1.5 | SD-F20CN | SL-F20CN | 10 15 _,20” 30
M22 | 1.5 | SD-F22 CN T 165 |22 |33 ] 44
M24 | 2 SD-F24 CN 12 18 | 24 | 36 | 48
M27 | 2 SD-F27 CN 135 |2025 | 27 [405
M30 | 2 SD-F30 CN 15 | 225 | 30 | 45
M33 | 2 SD-F33 CN 165 |24.75 | 33 [495
M36 | 3 SD-F36 CN 18 27 | 36 | 54
M39 | 3 SD-F39 CN 195 |2925 | 39 [585
BASIC LENGTH "Q"

M14 [ 125 | sP-14CN 7.5 (forbody | 10.5 (for body | 17 for body

reach 9.5) reach 12.7) reach 19 )
M18 | 15 SP-18 CN 10.5 (for body | 12.0 (for body

reach 12.7) reach 14 )
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0.4

2.180

2.09

2.520

2.296

2.260

1.796

1.740

1.57

MZ2.2.

0.45

2.40

2.30

2.785

2.532

2.492

1.968

1.908

1.71

M2.5

0.45

2.70

2.60

3.085

2.832

2.792

2.268

2.208

2.01

M3

0.5

3.22

3.11

3.611

3.367

3.325

2.738

2.675

2.46

M4

0.7

4.29

4.15

4.842

4.509

4.455

3.620

3.545

3.24

M5

0.8

2.33

5 1 )

5.954

Dl

5.520

4.560

4.480
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1

b.41

6.22

7.187

6.719

6.650

5.445

5.330

4.92

M7

1

7.41

7.22

8.187

7.719

7.650

6.445

6.350

5.92

M8

1.25

8.48

8.27

9.465

8.886

8.812

7.288

/.188

6.65

M10

1.5

10.56-

10.32

p |

11.061

10.974

9.138

9.026

8.38

M12

1.5

12.64

12.38

14.040

13.236

13.137

10.988

10.863

10.11

M14

14.73

14.43

16.322

15.406

15.299

12.833

12.701

11.84

M16

16.73

16.43

18.322

17.406

17.299

14.833

14.701

13.84

M18

2.9

18.890

18.54

20.873

19.738

19.624

16.516

16.376

15.29

M20

2.9

20.90

20.24

22.873

21.738

21.624

18.516

18.376

17.29

M22

2.5

22.90

22.54

24.873

23.738

23.624

20.516

20.376

18.29

M24

2505

24.65

27.447

26.093

25.948

22.227

22.051

20.75

M27

28.05

27.65

30.447

29.093

28.548

25.227

25.051

23.75

M30

3.5

31.21

30.76

34.000

32.428

32273

27.907

27.727

26.21

M33

3.5

34.21

33.76

37.000

35.428

35.273

30.907

30.727

29.21

M36

37.34

36.87

40.553

38.763

38.598

33.592

33.402

31.67

M35

40.34

39.87

43.553

41.763

41.598

36.592

36.402
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M8

8.41

8.22

9.18/

8.7/18

8.650

7.445

7.350

6.92

M 10

125

10.48

10.27

11.465

10.886

10.812

9.288

9.188

8.65
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M 12

125

12.48

12.27

13.477

12.898

12.812

11.300

11.188

10.65

M14

1.5

14.56

14.32

15.761

15.067

14.974

13.144

13.026

12.38

M 16

1.5

16.56

16.32

17.761

17.067

16.974

15.144

16.026

14.38

M 18

1.0

18.56

18.32

19.761

19.067

19.974

17.144

17.026

16.38

M 20

1.5

20.56

20.32

21.761

21.067

20.974

19.144

19.026

18.38

M 22

1.5

22.56

22.32

23.761

23.067

22.974

21.144

21.026

20.38

M 24

24.73

24.43

26.332

25.414

25.299

22.841

22.701

21.84

M 27

27.88

27.43

09 332

28.414

28.299

25.541

25.701

24.84

M 30

30.88

30.43

32.332

31.414

31.299

28.841

28.701

27.84

M 33

33.88

33.43

35.332

34.414

34.299

31.841

31.701

30.84

M 36

37.05

36.65

39.447

38.093

37.948

34 221

34.051

32.75
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M39

Wl N

40.05

39.65

42.447

41.093

40.948

37.221

37.051

35,975

M 14

14.48

14.27

15.477

14.898

14.812

14.300

13.188

12.65

M8

18.56

18.32

19.761

19.067

18.974

17.144

17.026

16.38
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DRILLS | TAPS GAUGES TOOLS
NOMINAL NOMINAL
THREAD THREAD
SZIE SIZE
* #10 :- : ' 7, l‘ Y
D\ | PITCR | REOIMME. | ALTERNATIVE]L ROUSKNG FINISHING RNISaN FASTALAN PREWINOER TYPE | TaN5 BREAK EXTRACT DA {PITGCH
LY a2 NCED S1Zt ST TAP PLUG TAP BOTTOUNG TAP GALGE INSERTING TOCL OFF TOOL NG T M WL
M2 | 04 21 215 NC2 R MC2 P VG2 B MC2-G! MC2-IM MC2-T8 1227-06 M2 | 0.4
M2.2. | 0.45 23 235 | MC228 | MC22P MC228 | MC22GN | MC22:Mv [ MC22-78 | 122706 | M22 | 0.45
M2.5 | 0.45 26 265 | MC2sR| MC2sP MC258 | MC25GN | MC25IM |MC25-78 | 122706 | M2.5 045
M3 | 05 3.1 3.2 MCaR MC3 P MC3 B MC3-GN MC3-1P MC2-T8 1227-06 3 | 0s
Mé | 0.7 4 1 4.2 MC4 R MC4 P MC4 B MC4-GN MC4-1P MC4-T8 1227.06 Ms | 07
Ms |08 | 5 5.2 MCsR | McsP vess | mesen | omese | mesTe | i2ers | ms | o NOTES
M6 | 62 63 | mcsR | MceP CE B MOE-GN meee | Mee T8 | 2276 | M5 | 1 E’sﬂﬁ ;;ffg‘:f;'““‘
MY ! 7.2 7.3 MC?7R | MC7P MC? B MC7-GN MC7-IP MC7-TB 12276 M7 |t SUitablo for Aluminium,
= 1 F L 3
Me8 | 1.25 82 8.3 MCaR MCE P Mca s MC8-GN MCa:- 1P e TR 12276 M8 125 pﬁ,ﬁf m’:ﬁ“ﬁﬂ?"ﬁw
.—-———-T— .l 5
MIO | 1.6 10.2 10.3 MCIOR § NCIOP MCIOB MC10-GN MCI0MP | MC10-TB 12276 MIO | 1.5 'ﬂg:;;ﬂ ﬂfﬂ: (COL1GA)
1 T 1 b WED0,
3164 | MC12R | MCi2P MC128 | MCI2GN | MC12IP | MC12-TB | 122716 | M12 |1.75
1425 | 145 | MC1aR | MC1ap | MC1aB | MC1AGN | MC14P [ MC14.18 | 122716 | M14 | 2 f&?{a":"*‘g’;’ﬁ"‘““
16.25 165 | MC168 | MCi6P MCI68 | MCI6-GN | MCi6iP ] MC16-T8 | 122716 | M6 | 2 orananty produce both
18.5 18.75 MC18 R | MC18 P MCigB | MC18-GN Mei1gdr | MC18-TB 1927.16 Mis | 25 ::-'!;-rmal SH & Fine 4H5H
t . ~ - Thread
225 22.75 | MC22R | MC22P | MC228 | MC22-GN | MC22-IP | MC22-TB | 122716 | M22 | 25 Gst508 {m,‘?::,, A f;f
Z24.5 2475 | MC24R | MC24P MC24 8 MC24-GN MC24-12 | MC24-TB 1227-16 M24 | 3 Normal SH fit. Thesa are
| | used 1o check FASTMAN
27.75 | MC27R | MC27P MC278 | MC27-GN | MC271P . 122724 | M27 | 3 13p00d holes balore
3075 | MC30R | MCz0P MC08 | MCao-GN | MCa0P USE 120724 | M30 | 35 nstakatica of the nsan
= S -*n“1 ¥ L
3375 | MC33R | MC33P MC33B | MC33-GN | MC33IP LONG 1227.24 | M33 | 25 INSERTING TCOLS —
7 | MCaon | MCmP | MCI8 | NCIGN | MCaeir | poee | 12erea | Mas | - Seocer Type o)
3 F!"ICEE -'ECVE hCu!} - h-CS‘Q'G'r\ i C‘v{}"l PLIEHS I T 'II-S o rﬂ:ﬂfﬂ""ﬂnﬂﬂ I'=ﬂf 3"
40 MC3OR | MCsop MC3OB | MC39-GN | MCa0IP 122724 | Mas | 4 51208 Of Insoels

afap | AR -
MES.GN | MFSIP SPARK PLUG = Insorts

MES-TB heled aro suilabie for 14

12276

MFER | MFBP | MF8B

ME10 8 MEIOB | ME10.GN | MF104P [ MF10T8 | 12276 M SPALK DIUQS 3CCOICY
. = - = r 16 Inguan Standarg

ME128 | ME12 P ME128 | MFI2.GN | MF12P | MF12-78 | 122716 | M12 Saecificalion No

ME14R | ME14P ME14 B ME14.GN ME14.0P | MF14.T8 | 1227-16 | M4 | 1, IS 1063 - 1963

MEIGR | ME16P VE1G B r.ﬂpwe-ﬁﬂ VE161P | MF16.T8 | 1227-16 | M16 | 1.5 - INSERTING TOOLS are of
| MF1BR | MF18P | MF18B | MFIBGN | MF1giP | MF18TB | 122716 P SRS M,

MF20R | ME20P ME208 | ME20-GN | MF20-P | MF20TB | 1227-18

vE22 R | ME22 P wF22 8 | ME22.GN | MF22aP | MF22TB | 122718

MF24 R | ME24 P ME2a 8 | MmE2s.6N | ME2a-p | ME2aYB | 1227-16

MF27 R Me27 P WME2T B ME2T-GN ME27-1P 1227-24

MFE30R | MFa0P VF30 B MF50-GN MF30-IP USE 1227:24
MF33R | MFasp VFAS 6 MFE33.GN MF33-1P :g;’gﬁ | 122724

MF36-1P PLIERS I 1227-24
ME3Q:1P 1227-24

MF36-GN
ME39.GN

MFSE B3
ME30 8

MF26 P
ME39 P

. . . | . -USE
SP14 R SPi4 P SP14A B SP14.GN SP14:.0P OLIERS 122716 M 14

SPia R SPig P SPan SPIR-GN SPg-IP no 1227-16 M 18




INSTALLATION PROCEDURE

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 5
precision tool which aligns and precompresses the insert
for easy installation. A slotted mandrel in the tool drives the 22
insert by its tang. This tool is recommended for hand =
installation of all sizes of Coarse & Fine Series of Inserts.

REMOVING INSERT TANGS

The tang on a FASTMAN Insert should be removed after
installation only when neccessary for screw clearance or

product appearance, and in such cases notched inserts 22
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, 5
cross-threaded or otherwise improperly inserted. Such
inserts are readily removed with FASTMAN Extracting o
Tools which are available in four sizes to fit all sizes of
inserts. Place the blade of the extracting tool into the insert i
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 i

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

tool and rotate counterclockwise to back the insert out of ‘;3
the hole. _1

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).
Advance the mandrel until slot fully
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 colil of the insert
IS Ya to V2 turn below top

| surface of hole. DO NOT PUSH

| ON MANDREL. DO NOT REVERSE

MANDREL TO REMOVE TANG.

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

= the Inserting Tool should preferably

be mounted in a vice and the work

' brougnt to the tool.

£

MANDREL

=L FIG.1 B

CHAMBER |
J

THREADED
/" TIP 5
|

PREWINDER TYPE INSERTING TOOL |

INSERT
TANG

SLOTTED END
OF MANDREL HOLE

INSTALLED
PUNCH—] | | INSERT

TANG 5

TANG BREAK-OFF TOOL
FIG. 4

FIG. 2 ~+ FIG. 3
) i
. — MANDREL Ej .
ﬁ i *=.. !
) MANDREL SLOT ' 3
5 oA
¢ A
. INSERT :
¢ /
7] INSERT ;
1 TANG : |
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