Retaining Rings Threaded Inserts / Taps for Inserts / Installation Tools / Removal Tools
Internal C-Rings / Hair Pins / Cotter Pins
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— S L2 & L2 =2 /| Example HLTS3 - 45 1. Drill a pilot hole in the work within the appropriate limit of tap pilot hole diameters shown in the
HLTX5 above table. (Hole Depth > Length after Insertion + 2.5 x P Pitch))
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ainless Steel 3&2 gg 5 gg 32 6}.34 ;.i Threaded Insert Tongue Threaded Insert Threa de A Insert 6. When removing Threaded Inserts, press an Insert Removal Tool onto the insert, and slowly turn
5 35 46 4 10 92 (Fig. 1) (Fig. 2) (Fig. 3) (Fig. 4) counterclockwise to remove it (Fig. 4). When reinserting the Threaded Insert into the removed hole,

use special tap again before inserting.
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