Produktionstatte in Deutschiand
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Produktionstét'fé:fin Ungam

-@%?HI[

BOSS - Innovation seit iiber 100 Jahren

MI19055FE , BOSSHLE— = mBRALLHE ] EHIER.

Seit 1905 produziert BOSS fiir Sie hochwertige Gewinde-
werkzeuge.

FEHE: BIESENTRREMIGEENEF.

Unsere Philosophie ist dabei so einfach wie iiberzeugend:
Wir wollen die Qualitdt lhrer Erzeugnisse steigern und
dadurch die Rentabilitdt Ihrer Produkte erhdhen.

Bir: HI1BLUNAT AITESREES TR SHERRNE.
Unser Weg: Technisch versierte BOSS-Mitarbeiter

entwickeln die Lésungen, die lhr Unternehmen bendétigt -
jetzt und in Zukunft.

Ry BRSNS SEESN TREKRIME. W :
Unser Erfolg gibt uns Recht - in vielen Branchen betreuen
wir anspruchsvolle und namhafte Geschéftspartner:
o SEAANEFEAHIEE

In der Fahrzeugindustrie und deren Zulieferern,
 XEHTIE

in der Mutternindustrie,

o U T
im Maschinen- und Anlagenbau,

w Al
in der Luft- und Raumfahrt,

» RN
im Werkzeug- und Formenbau sowie in der

s EBFIT
Elektrotechnik und der Elektronik.

BOSS -mehr Sicherheit in der
Gewindeproduktion

* BEHSHBRIIIR
Gewindewerkzeuge aus HSSE und PM:

- HFA4H#E  Maschinengewindebohrer

- BfEZ28E  Maschinengewindefurcher

- 1208248 Automaten-Muttergewindebohrer

- W ERIZH#E  Sondergewindebohrer nach Zeichnung

» BREELE
Gewindewerkzeuge aus Hartmetall

- HUAZH#E  Maschinengewindebohrer

- BHEEH#E Maschinengewindefurcher

- B98ET]  Gewindefraser

- WHRERIZHE  Sonderwerkzeuge nach Zeichnung

« Gewindelehren
TR

» Schneideisen
W
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nE{ERAAEF
Orientation Guide

AT BERE RIRE SRRV LHERS | (ERLITSEL
In order to find the best type of tap qmckly,
please, use the orientation guide below.

MEREIRRSERNHLHE
3 steps to find the best tool for your application
1. Possibility

PI#EL: 42CrMod; i 71900 N/mm2 / #EMES. 1.7225 / @3 371 M6 6HiEFL
Machining 42CrMo 4; 900 N/mm? / material-no. 1.7225 / DIN 371 M6 6H through hole

First Step £3— Second Step £ — Third Step £B=
SEEE HEORReOm - Moeonto e .
Wiz f0nioEE0 IR Recommendation table BRI B RIEXIRAITIEL
LOOk at ﬂ'le Chart: page 10'1? Mcve on to the according
Example of Materials RERTEL 2THIERNDR page in the Catalogue
page 6-9 You will find the right
tools in line 1.2
e = RIBFLAORRSE. 5|STFAPE
e sy REWHLIMELREE  CHERITEERE
- ;Ca-m . ahe i A RIAEL SR TIEHEH,
treatrab?e st(efj?t Dﬁpﬁgdiﬂg on h(életr}yped Here you find all necessary
; chamfer type and threa - : :
900 N/mm? type you will find the '“mrmat(')?f: fonorl‘cer“'"g
islhe 1.2 catalogue-no. and the y -
: corresponding page.
B A
2. Possibility
RIN{RELAER0SH B S

You already know the Boss-Catalogue-No.
EENESEZRNSES- ST R KRR MAYTIEL
See page 4-5 of the Chart of Catalogue-No.s and look for the appropriate page.
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Cat.-No.
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M
M
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RSNk
Material
Main

Group

1.
Steel
Pk

MERRE S
Material

Sub

Group

1.1.

Unalloyed
Steels;

Tensile Strength
=800 N/mm?
EG=N

E/IEATIA|
<8004-1f/mm?
HRC22LLF

1.2.

Unalloyed and
Alloyed Steels;
Tensile Strength
<1000 N/mm?

FEEWREEN

fhih
<10004-15,/mm?2
HRC32LLTF

1.3.1.
Unalloyed and
Alloyed Steels;
Tensile Strength
<1200 N/mm*

FEWREGEN
/EAIDA

<12004-0/mm?
HRC38LLT

B
Designation

Structural Steels
550

Carbon Steels
s

Cast Steels
i

Free Cutting Steels
Rl

Fine Grain Structural
Steels

El =
Cementation Steels
S

Heat Treatable Steels
Bl

Structural Steels

E== i

Heat Treatable Steels
TTHAGHEE

Cementation Steels
B

Cementation Steels
=l 0

Nitriding Steels
bl

Heat Treatable Steels
BTG

Fine Grain Structural
Steels 1R
Wear-resistant Steels
i e

FETR
Standard
Designation

5t37-3

S5t52-3

5t60-2

C10

C22

C3s

G40

GS-38 (GE200)
GS-45 (GE240)
GS5-52 (GE260)
G5-60 (GE300)
358 20

9s 20

95Mn 28

9SMn 36
9SMnPb 28
9SMnPb 36

SIE 255 (S255N)
StE 460 (P460N)
StE 500 (S500N)
13Cr 3

16MnCr 5

C15

Cih3
Ck45
Ck55
Ck60
15Cr 3
15CrMo 5
25CrMo 4
32CrMo 12
34Cr 4
35CrMo 4
35CrNiMo 6
40Mn 4
41Cr 4
42CrMo 4
47CrMo 4
C35E
C45

055

C60

035
Ck22
Ck25
14NiCr 14
16MnCr 5
Ck15

14NiCr 14
16MnCr 5 V
17CrNiMo 6
17CrNiMo 6
31CrMo V 8
34CnAINi 7
35CrNiMo 6
39CrMoV 13 9
100Cr 6
25CrMo 4
30CrNiMo 8
32CrMal2
34Cr 4
40Mnd
41CrMo 4
42CrMo 4 V
StE690 V
StE960 V
HARDOX400

BANS  FHD

DIN- Tensile
Number  Strength
(N/mm?)
1.0116 370-450
1.0570 450- 680
1.0060 600 - 720
1.0301 490 - 780
1.0402 470 - 650
1.0501 550 - 780
1.0511 600 - 800
1.0420 380
1.0446 450
1.0552 520
1.0558 600
1.0726 510 - 880
1.0711 370 - 450
1.0715 390 - 580
1.0736 390 - 800
1.0718 380 - 810
1.0737 390 - 800
1.0461 310 - 480
1.8905 520 - 720
1.8907 560 - 800
1.7012 500 - 800
1.7131 500 - 700
1.0401 600 - 900
1.1213 650 - 800
1.1191 650 - 850
1.1203 700 - 950
1.1221 750 - 1000
1.7015 690 - 1000
1.7262
1.7218 800 - 1000
1.7361 690 - 1000
1.7033 700 - 1000
1.2330
1.6582 800 - 1000
1.1157 800 - 1000
1.7035 800 - 1000
1.7225 800 - 1000
1.2332
1.1181 550 - 780
1.0503 650 - 850
1.0535 700 - 950
1.0601 750 - 1000
1.1183 540 - 780
1.1151 470 - 650
1.1158 500 - 700
1.5752 880 -1000
1.7131 780 -1000
1.1141 590 - 880
1.5752 1000 - 1280
1.7131 1000 - 1200
1.6587 1080 - 1200
1.6587 1200 - 1400
1.8519 1000 - 1250
1.8550
1.6582 1000 - 1200
1.8523 1000 - 1200
1.3505
1.7218 1000 - 1100
1.6580 1000 - 1200
1.7361 1000 - 1100
1.7033 1000 - 1100
1.1157 1000 - 1100
1.7223 1000 - 1200
1.7225 1000 - 1200
1.8931
1.8941

BEEE
Hardness
(HB)

110 -130
140 - 210
180 - 210
150 - 230
140 - 180
170 - 230
180 - 240
114
133
155
178
150 - 260
110-130
110 - 170
110 - 240
110 - 240
110 - 240
90 - 143
152 - 214
166 - 238
160 - 240
160 - 210
180 - 270

190 - 240
190 - 250
210 - 280
220 - 300
200 - 300

240 - 300
200 - 300
210 - 300
4135
240 - 300
240 - 300
240 - 300
240 - 300
4142
170 - 240
190 - 250
210 - 280
220 - 300
160 - 230
150 - 200
150 - 210
260 - 300
230 - 300
180 - 260

300 - 380
300 - 360
320 - 360
320 - 410
300 - 370

300 - 360
300 - 380
52100
300 - 330
300 - 360
300 - 330
300 - 330
300 - 330
300 - 360
300 - 380

ENRS
Aisy/
SAE/
ASTM

A 264

A 572
M 1010
1020
1035
1040

1140

1213
1215
12113
12L14

5115
1015

1050
1045
1055
1060
5015

4130
5132

4340
1039
5140
4140

1035
1045
1055
1060
1035
1020
1025
3310
5116
1015

3310
5117

4340

4130

5132
1039
4140
4141
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MElEESE
Material
Main
Group
1.
Steel
(73

EhRES
Material

Sub

Group

1.3.1.
Unalloyed and
Alloyed Steels;
Tensile Strength
<1200 N/mm?

EASHAREEN

heh
<12004-4f%/mm?
HRC38LLF

1.3.2.
Unalloyed and
Alloyed Steels;
Tensile Strength
<1400 N/mm?

{4 <HRC44

1.3.3.
Hardened
Steels:
42-50 HRC

EEEA42-50 HRC

1.4.
Stainless
Steels
(V2A-Steels)
AEEHN(304)

B
Designation

Tool Steels
for Cold Work
EREITER

Tool Steels
for Hot Work
MBI TER

Heat Proof Steels

Tool Steels
THR

Tool Steels
TER

High Speed Steels
i
Wear-resistant Steels
[EE]

Normal Alloyed
—aeE

FETR
Standard
Designation

100Cr 6
100MnCrwv 4
100V 1

115Crv 3
50Crv 4

58Crv 4
BOWCHY 7
90MnCrV 8
510-4-3-10
X100 CrMoV 5 1
X165 CrivioV 12
X210 Cr 12
X210 Crw 12
X50 Criviow 9 11
35NiCrMo 16
40CrMnMo 7
45WCrv 7
B5ENICrMoV &
BONICrMoV 12 4
X30WCrv 5 3
X30WCrv 93
X32CrMoV 3 3
X36CrMo 17
X38CrMoV 51
X40CrMoV 51
X42Cr 13

35CrNiMo 6
NiCr19 CoMo
X5NICrTi 26 15
50Crv 4
56NiCrMoV 7
X155CrVMo 12 1

X155CrVMo 12 1
X2100rw 12
90MnCrV 8
§6-5-2

§6-5-3
HARDOX500
TOOLOX 44

GX10CrNi 18 8
GX20Cr 14
GX5CrNi 1910
GX8CrNi 13
X10Cr 13
X10CrNiS 18 9
X105CrVo 17
X12CrMos 17
X12CNi 17 7
X12Crs 13
X15Cr 13
X2CrNi 18 9
X2CrNiN 18 10
X20Cr 13
X20CrNi 17 2
X22CrNi 17
X3CrNiN 17 8
X30Cr 13
X39Cr 13
X46Cr 13
X5CrNi 18 12
X5CrNi 18 9
X5CrNi 18 9
X6CrAl 13
X6CrMo 17
X7Cr 13

X8Cr 17

=S mich
DIN- Tensile
Number  Strength
(N/mm?)
1.2067
1.2510
1.2833
1.2210
1.8159 1000 - 1200
1.8161
1.2550
1.2842
1.3207
1.2363
1.2601
1.2080
1.2436
1.2631
1.2766
1.2311
1.2542
1.2713
1.2743
1.2567
1.2581
1.2365
1.2316
1.2343
1.2344
1.2083
1.6582 1200 -1400
2.4973 1200 -1320
1.4980 930 -1180
1.8159 1200 -1300
1.2714 1200 -1400
1.2379 1200 -1400
1.2378
1.2436
1.2842
1.3343
1.3344
1.4312
1.4027 580 - 700
1.4308 460 - 640
1.4008 590 - 790
1.4006 450 - 650
1.4305 500 - 750
1.4125 900
1.4104 540 - 840
1.4310 700 - 950
1.4008
1.4024 650 - 800
1.4306 460 - 850
1.4311 550 - 760
1.4021 650 - 950
1.4057 800 - 950
1.4057 750 - 950
1.4319
1.4028 600 - 780
1.4031 560 - 800
1.4034 580 - 800
1.4303 490 - 690
1.4301 500 - 700
1.4350
1.4002 400 - 700
1.4113 450 - 650
1.4000 400 - 700

1.4016

450 - 600

e
Hardness
(HB)

300 - 360

380 - 410
360 - 380
280 - 360
360 - 60

360 - 410
360 - 410

180 - 210
140 - 190
180 - 230
130 - 190
160 - 220
270
160 - 250
210 - 280

190 - 240
140 - 250
160 - 220
180 - 280
240 - 280
220 - 280

180 - 230
170 - 240
170 - 240
150 - 210
160 - 210

120 - 210
130-190
120 - 210
130-180

EMHS
Aisy/
SAE/
ASTM

L3

w210
6150

S1
02

A2

D3

§1
L6

H21
H10

H11
H13
420

4340

6150
D2
D2

02
M2
M3 Class 2

CF-8

410
303
440C
430F
301
416

304L
304LN
420
431
431
302
420F

305
304
304
405
434
403
430
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Material
Main

Group

1.
Steel
ek

2.
ast Iron
5223

ERESE
Material

Sub

Group

1.5.

Stainless Steels
with high
Chromium-
Nickel-Content
(V4A-Steels)
5549 (316)

1.6.

High Temperature
Stainless Steels
(V2A- and V4A-
Steels)

5559 ( 430F)

1.7.

High Speed
Steels
RN

29,
Grey Cast Iron
(GG)
xBtEek

2.2

Nodular and
Malleable Cast Iron
(GGG, 6T)
BResthEk

2.3.Vermicular Cast Iron
(GGY, GJV, CGI)

LTSS

IR
Designation

High Alloyed
[S=Fail

High Temperature
Eigm

High Speed Steels
R

Grey Cast Iron
IRlEEE

Nodular Cast Iron
LR

Malleable Cast Iror
ERESEH X

Vermicular Cast Ircn
IR

FETE =S fhch
Standard DIN- Tensile
Designation Number  Strength
(N/mm?)
GX5CrNiMo 19 11 1.4408 460 - 640
GX5CNiNb 1910 1.4552 440 - 640
XINICMoCuN 25205  1.4539 520 - 720
X10CrNiTi 18 9 1.4541 500 - 700
X2CrMoTi 18 2 1.4521 450 - 650
X2CrNiMo 17 132 1.4404 490 - 850
X2CrNiMo 18 12 1.4435 490 - 690
X2CrNiMo 18 16 1.4438 490 - 690
X2CrNiMoN 17 122 1.4406 580 - 800
X2CrNiMoN 17 133 1.4429 580 - 800
X2CrNiIMON 2253 1.4462 680 - 880
X3NiCrCuMoTi 27 25 1.4503 500 - 700
X4CrNiMoN 27 52 1.4460 600 - 800
X5CrNiCuNb 17 4 1.4542
X5CrNiMo 17 1 1.4401 510 - 710
X5CrNiMo 17 13 1.4449
X5CrNiMo 17 133 1.4436 510 - 710
X5CrNiND 18 10 1.4546 410 - 610
X5NiCrMoCuNb 20 13 1.4505 490 - 740
X6CrNb 17 1.4511 450 - 600
X6CrNiMoTi 17 122 1.4571 500 - 730
X6CrNiNb 18 10 1.4550 550 - 750
XBCrTi 12 1.4512 330 - 560
X6CrTi 17 1.4510 450 - 600
X12CrNiMo12 1.4939 950 - 1150
X5NICITi26-15 1.4980 930 - 1180
X5CrNi 13 4 1.4313 1000 - 1200
GX30CrSi6 1.4710 1190 - 1550
X50CrMANINDN21-¢  1.4882 950 - 1150
X55CMnNIN20-8  1.4875 900 - 1150
X19CrMoNbVN11-1  1.4913 950 - 1150
X14CrVioS17 1.4104 ~ 930
X4CrNiMo16-5-1 1.4418 ~1250
X5CrNiCuNb16-4 1.4542 800 - 1270
GXZ50rNi13-4 1.4317 900 - 1100
X20CrMo13 1.4120 880 - 1470
§12-1-4-5 1.3202
$18-0-1 1.3355
$18-1-2-10 1.3265
$18-1-2-5 1.3255
$2-10-1-8 1.3247
§2-9-1 1.3346
§2-9-2 1,3348
$2-9-2-8 1.3249
$5-5-3 1.3344
$6-5-2 1.3343
$6-5-2-5 1.3243
§7-4-2-5 1.3246
SC6-5-2 1,3342
GG10 (EN-GJL-10C)  0.6010
GG15 (EN-GJL-15C)  0.6015 110 - 150
GG20 (EN-GJL-20C)  0.6020 150 - 200
GG25 (EN-GJL-25()  0.6025 200 - 250
GG30 (EN-GJL-30C)  0.6030 240 - 270
GG35 (EN-GJL-35()  0.6035 280 - 320
GG40 (EN-GJL-400)  0.6040 350 - 450
GGGA0 EN-GIS-40025) 0.7040 400
GGG50 (EN-GJS-502-7) 0.7050 500
GGGBO (EN-GJS-602-3) 0.7060 600
GGG70 (EN-GJS-7032) 0.7070 700
GGGBO (EN-GJS-80)-2) 0.7080 800
GTS55-05 0.8055 550
GTW35-04 0.8035 350
GJV-300
GJV-400
GGV-30
GGV-40

HERE
Hardness
(HB)
140 - 190
130 - 190
150 - 210
150 - 210
130 - 190
150 - 250
150 - 210
150 - 210
170 - 240
170 - 240
200 - 260
160 - 210
180 - 240
150 - 210
150 - 210
130 - 190
160 - 220
130 - 180
160 - 220
160 - 220
100 - 170
130 - 180
280 - 340
275 - 348
295 - 354
350 - 450
280 - 340
266 - 340
280 - 340
275
370
238 - 375
266 - 325
260 - 435
35 - 50
50 - 60
60 - 80
75 - B85
90 - 100
110 - 130
120
160
190
210
238
170
110

E S iness
AISl/
SAE/
ASTM
CF-8M

UNSNO8904
321

443

316L

316L

317L
316LN
316LN

329
630
316
317
316
348

316Ti
347

409

439

S 64152
660

S 41500

5 63019
S 63012

430 F

630

M7

M34

M3 Class2
M2

M41
M3

A48-20 B
A48-25 B
A48-30 B
A48-35 B
A48-45 B
A48-50 B
A48-55 B
60-40-18
80-55-06
80-55-06
100-70-03
120-90-02
50005



BUISS

\4

MHEEDE MRREDE

Material
Main
Group

3.
Nonferrous
Metals
El2

4.
Special
Alloys
B¥Has

5.
lastics

Material
Sub
Group

3.1.
Aluminium,
Copper,
Copper Alloys
AL S

4R

HaE

3.2.1.
Aluminium
Alloys,
Copper
Alloys
HESE
Hes

3.2.2.
Special
Aluminium
Alloys
SiE=gd
aHas

3.3.Copper Alloys,
Short Chipping

EEEE

4.1.

Nickel
Alloys
Res

4.2. Titanium
Alloys
HEse
4.3.

Cu-Al-Fe- Alloys
TS S

5.1.
Thermoplastics
HEBYBRG

5.2.

Thermosetting
Plastics and Fibre
Reinforced Plastics
SE{LAFiE

IEFR
Designation

Unalloyed Aluminium
UEi5

Unalloyed Copper
Longchipping Brass
HHETHR

EERE

Bronze &

Red Brass ##&tl
Aluminium Alloys
EEas

Bronze, Hard #&siE
Special Aluminium
Alloys

BEeE

Short Chipping Brass
aEEE

Nickel Alloys
Bas

Titanium Alloys
Has

Chilled Cast Iron
EHEEE

Thermoplastics
ARy

Thermosetting
Plastics
AR

FETE BILE HEDD
Standard DIN- Tensile
Designation Number  Strength
(N/mm?)
AlI99 3.0205 75 - 140
AI99.9 3.0305 100 - 120
AI99.9 R 3.0400 60 - 120
E-Al 3.0257
SF-Cu 2.0090 300 - 350
CuZn20 (Ms80) 2.0250
CuZn30 (Ms70) 2.0265
CuZn37 2.0321 300 - 400
G-CuSn 6 ZnNi 2.1093 400 - 450
G-CuSn 5 ZnPb 2.1096 200 - 250
G-AISi 12 3.2581 160 - 210
G-AISi 10 Mg 3.2383 170 - 220
G-AISi 12 (Cu) 3.2583 150 - 220
G-AISi 5 Mg 3.2341 140 - 300
G-AISi 6 Cu 3.2151 160 - 200
G-AISi 7 Mg 3.237M 170 - 300
G-AISi 8 Cu 3 3.2161 160 - 200
G-AISi 9 Mg 3.2373 250 - 300
G-CuAl 10 Ni 2.0975 650 - 750
GD-AISi 12 (Cu) 3.2982 450 - 550
CuSn6Zn6 2.1080 550 - 700
AlCuMg 1 3.1325 215 - 395
AlMg 1 3315 105 - 210
AlMg 1,5 3.3316 130 - 240
AlMg 1 SiCu 3.3211 150 - 290
AlMg 2,5 3.3523 170 - 290
AlMg 3 3.3535 190 - 305
AlMg 5 3.3555 250 - 280
AlMgSi 0,5 3.3206 140 - 200
AlMgSi 1 3.2315 150 - 315
AlMn 1 Mg 0,5 3.0525 125 - 20
AlMnGu 3.0517 125 - 210
AlZnMgCu 0,5 3.4345 400 - 460
AlZnMgCu 1,5 3.4365 480 - 530
G-AlMg 5 3.3561 160 - 220
G-AlMg 5Si 3.3261 160 - 200
CuZn39Pb 2 (Ms58) 2.0380 ~B630
CuZn40 (Ms60) 2.0360
CuZn40MnPb 2.0580 400
CuZn44pPpb 2 2.0410 630
NiCr17Mo17FeW (Hastelloy C) DIN-Nr. 2.4602
NiCR19Fe19NbMo (Inconel 718)  DIN-Nr. 2.4668
Ni-Cr20Ti (Nimonic 75) DIN-Nr. 2.4630
NiCr20TiAl (Nimonic 80/80A) DIN-Nr. 2.4631
NiCr20Co14MoTi (Waspaloy) DIN-Nr. 2.4654
NiCr21Mo (Incoloy 825) DIN-Nr. 2.4858
NiCu30Fe (Monel 400) DIN-Nr. 2.4360
NiCo15Cr10MoAITi (Nimocast PK24) DIN-Nr. 2.4674
TiAl 5 Sn 2 3.7115 790 - 980
TiAl 6 V 4 3.7165 980 - 1140
Ampco 21 965 - 1060
Ampco 22 1090 - 1130
Ampco 25 1140 - 1280
Ampco 26 1290 - 1450
Polyamid
Polystyrol
Polyvinylchloride
Ultramid
Bakelit
Ferrozell
Pertinax
Fibre Reinforced CFK 190 - 210
Plastics GFK

HE
Hardness

(HB)

20 - 50
30-40
20 - 40

90 - 110

90 -110
120 -130
60 - 80
50 - 70
50 - 70
50 - 70
50 - 90
50 - 90
50 - 90
50 - 60
80 - 90
190 - 220
130 - 170
170 -210
70 -120
30 - 70
40 - 75
50 - 90
50 - 90
60 - 100
80 - 90
40 - 60
50 - 100
40 - 70
40 - 70
120 - 180
150 - 170
50 - 70
50 - 60
190

120
190

230 - 290
290 - 340

285 - 3N
321 - 382
356 - 394
395 - 450

60 - 70

EARS
AISl/
SAE/
ASTM

A413.2

(8]



B SS

FLAGFRSE
Type of Hole
FLAgFRE Type of Hole
=t Chamfer
2% M
; . AEEEF  MF
7 1 : e BSW
5; 7 7 % : EHEF 6
- // : % /,; ‘ HEEF  Rp
i i : EHEF  Re
N ﬁ‘: % / 7 ) 7 EHENT NPT
Through Hole Through Hole Blind Hole Blind Hole Blind Hole SHIEFAET NPTF
Depth of Thread Depth of Thread Depth of Thread Depth of Thread Depth of Thread EHIEFTE NPSM
up to 2 x dy up to 3 x d up to 2 x dy up to 3 x d up to 3 x dy =il UNC
e B Doue Dope et e
ER 34 JERFEY k=g k> Ewas) SERFEEY frd
RER2(ER REIA3MERE REIA2(ERF REHA3MER SAREA MR ST UN
BnKaFLiR LEEHET Py
. AT Tr
5|S5Fa0khzs Chamfer EEF Rd
Form A Form B Form C Form D Form E Form F ABEPE EG-M

5-6 ik 4 -55FR 2 - 378 3,5 - 5 7B 1,5 -2 0B 1-1,5 e s EG-UNC

wmEsEl KA*) Axial Internal Cooling
meszd KR*) Radial Internal Cooling

Coolant Simihas

0 = Cutting Oil V&l

E = Emulsion  Flitik

S = Special Cutting Oil #REiI&IR
T = Dry, Air ¥t 5%

Material Material Sub Groups Tl
Main Groups = #HEEREDZE Cutting Speed
HEEES% Ve = m/min /%
BS
* @ - G Cat.-No.
Ei376/374

1. 1.1.  Unalloyed Steels; RM < 800 N/mm?  JESEH<800N/mm?(HRC22) 10-20 20-50 O/E
Steels 1.2.  Unalloyed and Alloyed Steels; RM <1000 N/mm? $9#7<1000N/mm2(HRC32) 10-20 20-50 O/E
sk 1.3.1 Unalloyed and Alloyed Steels; RM = 1200 N/mm2§g464<1200N/mm2(HRC38) 3-10 5-20 0/E

1.3.2. Unalloyed and Alloyed Steels; RM < 1400 N/mm*$x#4<1400N/mm2(HRC44) 2-5 3-10 0/s

1.3.3. Hardened Steels; 42 - 50 HRC #WUMESNMERE42-50 HRC 2-5 0/s

14.  Stainless Steels (V2A-Steels) A<EEER(304) 6-10 10-20 O

1.5  Stainless Steels with high Chromium-Nickel-Content (V4A-Steels) <g55W(316) 6-10 10-20 O/E

1.6.  High Temperature Stainless Steels (V2A- and V4A-Steels) A<§E$H(430F) 3-10 5-20 0/E

1.7, High Speed Steels /=N 6-10 10-20 0/E
2. 2.1.  Grey Castlron (GG) AkjBEEEk 10-20 20-50 TE
Cast Iron 2.2, Nodular and Malleable Cast Iron (GGG, GT) BkEEFFEX 10-20 20-50 T/E

2.3.  Vermicular Cast Iron (GGV, GJV, CGl)  #E4keEE: 10-20 20-50  TE
3. 3.1.  Aluminium, Copper, Copper Alloys fli$E #4ifF {fiS% 20-40 30-50 O/E
Nonferrous 3.2.1. Aluminium Alloys, Copper Alloys $5ix&s BEH 10-30 30-50 O/E
Metalls 3.2.2. Special Auminium Alloys  $E$£AS EEHAS 20-30 30-50  OfF
IFRER 3.3 Copper Alloys, Short Chipping jE/@Ha% 10- 30 O/E
4, 41, Nickel Alloys B&S 2-4 S
Special Alloys 42. Titanium Alloys (X5 & 4-6 S
Lo e 43. Cu-Al-Fe-Alloys $EfBEES S 3-10 O/E
5. 5.1. Thermoplastics FAEEHER: 20-30 20-30 T
Plastics 5.2, Thermosetting Plastics and Fibre Reinforced Plastics S&{t£T4E 10-156 15-20 T
R

10
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ARG A e
Type of Thread and Catalogue Page
2 2 34 34 2 2
B B c (H B B
22123  22/23  24/25 24/25  26/27  26/27
78 78 7 79 81 80
100/101
103 103 104 104
1201121 1201121 122/123
131/132 131/132 133/134
146
g% ZBF ZF SF
ZH RE ZH BME —K —#
Em  Kim B @K KR KR
ek @WH® @® #® 873 &S
Rapid- Rapid- Grulo- Grulo- Rapid  Rapid
UNI - UNEKR*)  UNL UNIKA*)
TiN TiN TiN TIN vap.
i
7265/80 BT265/80 4345/80 B4345/80 7010 7010/78
7275/80 B7275/80 6345/80 B634580 7011  7011/78
] o ® [ ] @ ®
® ® & L] O
@ ® [ ] o
@ L @ ]
@] 0] O O
O 0] O O
® o o ®
O @] O O
0] 9] Q ®]
®] @] @) (®]
O 0] O @]
O 9] O O
O O O O ®]

Application: ® recommended F&iE O suitable i&&#Y M also recommended for dry cutting / MKS tbiestEF=tiil/sE=tim@Es | suitable iE&19

34 34 13
c c v
28/29  28/29  66/67
81 80 92
100101 1001101
104 104 109
m
118
122/123 128/129
133134 1391140
146
— itz — —#
8 1iF i B8
=W} g B87
Grulo  Grulo [H
vap.

LAAARaadads

4040 404078 4052
6040 6040/78 6002

[ ] ] [ ]
@

O

3
c

68
92
100
109

146

158
R AE
B7
RSP

4230
6030

2 2 34 34 2/4 2/4 2/a 24
c c c c E G
63 63 64 B4  48/49/6548/49/65 48  48/49
89/91 89 89
107 107
1261127
137/138
% e %% ES
o AR BY% RS BE mA BE  B%
ki % BE  BIE EE  EE O EE BEE
mESC SUEN ISt SUBKC  EES SUBH @iBR S
Rapid T Rapid TM Grulo TM Grulo TM C-GG TM C-GG TM C-GG TM  C-GG
KR* Ka* %)
TN TAN  TAN  TIAIN  TIAIN  TIAN  TIAN  nit
7270 B7270 4340 BA340 4358 B4358 4359 4058
7271 B7271 6340 B6340 6308 B6308 6309 6008
B8 B 51 H
| | ] ]
[ J [ } @ [ J
a a | a | | | 2
| | | | B | | | ®
| | Lii] ] | ] |
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BUISS

v

FLAGFPSE
Type of Hole

1

Sy

Through Hole
Depth of Thread
up to 2 x d4
187l
REIR21ERE

5|85 HuFhz¢ Chamfer

Form A
5-6 8

Material
Main Groups
MREEDSE

Steels
ek

2.
Cast Iron
ek

ll.unierrnus
Metalls

=
4.
Special Alloys
SHe®

5.
astics

~

12

9

Material Sub Groups

EhRE S

11.  Unalloyed Steels; RM < 800 N/mm*  JE&£89<800N/mm? (HRC22)

1.2.  Unalloyed and Alloyed Steels; RM <1000 N/mm?® $¥#4<1000N/mm2(HRC32)
1.3.1 Unalloyed and Alloyed Steels; RM < 1200 N/mm?$¥#4 <1200N/mm2(HRC38)
1.3.2. Unalloyed and Alloyed Steels; RM < 1400 N/mm?$#4 <1400N/mm2(HRC44)
1.3.3. Hardened Steels; 42 - 50 HRC #AWbEEEHI#TEZE42-50 HRC

1.4. Stainless Steels (V2A-Steels) A<iE$HM(304)

15  Stainless Steels with high Chromium-Nickel-Content (V4A-Steels)

1.6.  High Temperature Stainless Steels (V2A- and V4A-Steels) A<iEI(430F)

1.7.  High Speed Steels =335

21. Grey CastIron (GG) FR/EEEE

2.2.  Nodular and Malleable Cast Iron (GGG, GT) TkEBEEHE

2.3, Vermicular Cast Iron (GGV, GJV, CGI)  #EiRE5Ek

3.1.  Aluminium, Copper, Copper Alloys 48 4iifE fAS&

3.2.1. Aluminium Alloys, Copper Alloys {BiES S S

3.2.2. Special Auminium Alloys {EESE BESS

3.3  Copper Alloys, Short Chipping EEiRSS

4.1, Nickel Alloys $8&%

42, Titanium Alloys $t&&

43. Cu-Al-Fe-Alloys $FR#ES

51. Thermoplastics ¥ ¥B¥BRZ

5.2. Thermosetting Plastics and Fibre Reinforced Plastics 3@k 4F4E

P
I
. 1
- -
% . 1%
Through Hole Blind Hole Blind Hole Blind Hole
Depth of Thread ~ Depth of Thread  Depth of Thread ~ Depth of Thread
up to 3 x dy up to 2 x dq up to 3x dq up to 3 x dy
7, =7, =7 with Oversized
i 33z SEEEA 244 = 34 Depth of Hole
REIA3ER RER2UEE REIX3EERE T REA I
BEnnkayFliR
Form B Form C Form D Form E Form F
4 - 5B 2- 358 35-54H 15-278E 1-155FE

A5E(316)

FLAvFRsE Type of Hole
SIS Chamfer
22 M

L HhilEHEF MF
Bt BSW
BEHIETF G
Tl Rp
IS Rc
EHIERSF NPT
SEHIESIHT NPTF
EHIEFTF NPSM
=) UNC
ST UNF
=tk  UNEF
EHIAEERE  UN
SETHES Py

b= b Tr
[EEREF Rd
LR EG-M
EHE EG-UNC

MESE KA*) Axial Internal Cooling
fuEsEn KR*) Radial Internal Cooling

Coolant &#pis

0 = Cutting Oil &l

E = Emulsion F4tiE

S = Special Cutting Oil #&rIEH
T = Dry, Air =% =%

DI
Cutting Speed
Vo = m/min /5
=
* B - oo Cat.-No.
g: (2= (2 DM
=2 o "S EH1376/374
10-20 20-50 0/E
10-20 20-50 0O/E
3-10 5-20 O/E
2-5 3-10 0/s
2-5 0/S
6-10 10-20 0/E
6-10 10-20 0/E
31001 520 O/E
6-10 10-20 0/E
10-20 20-50 T/E
10-20 20-50 T/E
10-20 20-50 T/E
20-40 30-50 0/E
10-30 30-50 0/E
20-30 30-50 O/E
10-30 O/E
2-4 S
4-6 S
3-10 0/E
20-30 20-30 T
10-15 15-20 T



—
e

| Type o Thread and Catalogue Page

2 34 3 34 2 2 3/4 34 2 3B 25 2 2 34 34 2 2
B H C E B B () C B C 1] B B B B B B
30/31  32/33 32/33 52/33 38/39  88/39  40/41 4041 42/43 42043 42043 44/45 44045 4647  46/4T 4445 4445
84 84 84 86 86 86 86 88 88 a8 88 87 87
105 105 106
1221123 122123 1241125 1241125 1261127
133/134 1331134 135/136 135/136 137/138
BT BT 8% BF 4F 4¥ 4I% 447 =T =% BE SF BT % % ®HT A9
ZH O EZH 158 ES  WH B WE  WH BF O 158 ME  FHR SR R RN N Rl
S BE  BE 0 @®E AR KN 0 BE B SR 0 BE HE  sH KN 0 ®E 2 ®BiF KR KR
BA B2 \B7 BO ®% &4 K% B KBE =HE KY 2% sS4 0 8BY St BY 84
Rapid- Grulo  RSP-  Grulo- Rapid- Rapid- Grulo- Grulo- Rapid-S Rsp- D-PM  Rapid Rapid Grulo- Grulo- Rapid- Rapid-
VA-G  Spez-G Spez-G  Spez-G  Spez-R  Spez-R  Spez-R  Spez-R Spez-S VA-G  VAG  VA-G Spez-G V4A VA4A
TiCN nit. TiICN TICN TiN TICN TICN vap. TiICN vap. TiCN vap.
' H ¥ ; ;'
7265 4345 4255 4841  7245/81 7245/06 424581 4245 7850 4890 4853 7365/81 7365 444581 4445 7225/81 7225
7275 6345 6055 6341 7255/81 7255/06 6245/81 6245 7880 6890 6853 7375/81 7375 644581 6445 723581 7235
® ® ® [
O (@] O O
[ ® @ @
® @) ® O ® ® O
@
®] O O O ® @ @ & o ®
O ®] O O & [ ]
® ®] ® O @] O
B ® ® ®
O O O O
O O O O
O O O O
o ® ® ® ® [ ]
® ® [ ]
[ ]
@] ®) O O

34
4

46/47
87

B
AR
B
2E

Grulo-
VAA
TICN

4365/81
6365/81

Cee

34
c

46/47
87

106

1260127
137138

143

"2
AH8HY
9 BE
£t

Grulo-
V4A
vap.

4365
6365

Cewe

Application: ® recommended &&iE O suitable iE4# M also recommended for dry cutting / MKS tbissET=tM)/BEEEES D suitable iB46Y



BSS

FLAYFRE
Type of Hole

I 2

J

T
1!
e

f—i-

D

NN

7

I
i N7 H 7
Through Hole Through Hole Blind Hole Blind Hole Blind Hole
Depth of Thread ~ Depth of Thread ~ Depth of Thread  Depth of Thread ~ Depth of Thread
up to 2 x d up to 3xdq up to 2 x dy up to 3 x dy up to 3 x d
&7 Bl Rl Bl gggm“‘;;fa‘;;”
TR EFY Iz’ R 27 R ITrs IREFY T4
REA2MER REIA3MGEER REA2MEE REA3MEER ST RRAS
BinKarLiE
3|S5z Chamfer
Form A Form B Form C Form D Form E Form F
5-64iE 4 - 5718 2-358 35-5F1E 15-2F8E 1-1558E
Material Material Sub Groups
Main Groups = F1RLRESS
MrEED%
1. 1.1, Unalloyed Steels; RM < 800 N/mm®  JE&£$¥<800N/mm?(HRC22)
Steels 1.2.  Unalloyed and Alloyed Steels; RM <1000 N/mm? 444 <1000N/mm2(HRC32)
sk 1.3.1 Unalloyed and Alloyed Steels; RM =< 1200 N/mm*$8#4 <1200N/mm2(HRC38)
: 1.3.2. Unalloyed and Alloyed Steels; RM = 1400 N/mm®$9#4 <1400N/mm2(HRC44)
1.3.3. Hardened Steels; 42 - 50 HRC #AMEENMTERE42-50 HRC
1.4. Stainless Steels (V2A-Steels) A<EEN(304)
1.5 Stainless Steels with high Chromium-Nickel-Content (V4A-Steels) <§5$M(316)
1.6.  High Temperature Stainless Steels (V2A- and V4A-Steels) A$E5(430F)
1.7.  High Speed Steels =554
2. 2.1. Grey Castlron (GG) MEBHik
Cast Iron 2.2, Nodular and Malleable Cast Iron (GGG, GT) EBkERFEEL
75253 2.3.  Vermicular Cast Iron (GGV, GJV, CGl)  &EIRE5HEE
3. 3.1.  Aluminium, Copper, Copper Alloys £ii$E 4B fHSE
Nonferrous 3.2.1. Aluminium Alloys, Copper Alloys $BixSs B
Metalls 3.2.2. Special Auminium Alloys  $BEAS HEASE
IFexsm 3.3 Copper Alloys, Short Chipping f8@iR&&
4, 41, Nickel Alloys &
Special Alloys 4.2.  Titanium Alloys e
= 43. Cu-Al-Fe-Alloys $HEHES
5. 5.1. Thermoplastics #\¥BEBR
Plastics 5.2, Thermosetting Plastics and Fibre Reinforced Plastics S@{v£T4E
B

14

FLATFhE Type of Hole
sSISF Chamfer
24l M
IR MF
Bl BSW
SHIET G
SIS Rp
ST Rec
EHIEREF NPT
E5IEREET NPTF
EHISEFTF NPSM
E =) UNC
SRR UNF
EFIRET  UNEF
E5HERE UN
SEFHES Py
b=l Tr
[EERS Rd
LHHFE EG-M
EHlFE EG-UNC

W% KA*) Axial Internal Cooling
g% KR*) Radial Internal Cooling

Coolant &0t

0 = Cutting Ol Il

E = Emulsion F.{ki#

S = Special Cutting Oil #FE=IEER
T = Dry, Air =% =4

M
Cutting Speed
Vo = m/min /%5
- L=
; g B fﬁ 5 g;:-;;?-%mm —
== e me | meer
10-20 20-50 O
10-20 20-50  OfF
3-10 5-20 O/E
2-5 3-10 0/s
2:5 0/s
6-10 10-20 O/E
6-10 10-20 O
3-10  5-20 O/E
6-10 10-20 OfF
10-20 20-50 TE
10-20 20-50 TE
10-20 20-50 TE
20-40 30-50  OfF
10-30 30-50 O
20-30 30-50 O
10- 30 O/E
2-4 S
4-6 S
3-10 0O/E
20-30 20-30 T
10-15 15-20 T



Type of Thread and Catalogue Page
2 2 34 34 34 2 2 34 34 34 34 2 34 2/4 24 24 24
B B ¢ c c B B c ¢ E E B ¢ c Cll it it
4435 3435 36/37  3IGA7 36/37  54/55  H4/85  56/57F  BB/ST 5657 56 50/51 52/53 58 58 59 59

85 85
106 106
124/125 124/125
135/136 135/136
142
Ew Ew Ew Es EW A #BHE #A EB wE EE des #2HE

WMk WE Wg #WE @% #AE A¥ B#FE AR EF AX BE B8R 370 27 BF BF
Fit ki RE R B AR KK 0 RE ®BE 2 BiE ®BE ARk ®iE =HE =@/ HE =@
g HEK B2 2 Sf4 HX £HE #HE 2AE £NE &KE e BN B B BA B A

Rapid- Rapid- Grulo- Grulo-  Grulo- Rapid- Rapid-Alu- Grulo- Grubo-Al-  Grulo-  Grulo-Alu- Rapid-Al Grulo-Al C-Ms  C-Ms  C-VA-  C-Bak
Spez  Spez  Spez  Spez  Spez  Altop topKR*) Alutop top KA*)  Alutop  top KA*) S-Ti
nit. TiN vap. TiN DLG DLC DLC DLG OLC OLC vap. nit.

i

—— 7045 704580 4045 404578 404580 7450 B7450 4350 B4350 4351  B4351

o

4044 4057 4057/92 4880 4056

———» 7055 705580 6045 604578 604580 7451 B7451 6350 BA3SO 6351 BGAS1 6044 6880
® [ ] [ ] @ ®
® [ ] ® [ ] ®
o e ) ®
Q || o @)
2 e O O
® ® ® ® ® ® ® &
] ] ® ® [ ] ®
] ] ® o [ ] e
® [ ]
@
®)

@
Application: ® recommended &&i& O suitable i&&#9 M also recommended for dry cutting / MKS tfErEF=tEl/mEtEE R0 suitable B4/

15



Bss

FLAYHNZE
Type of Hole
] n 71
- ! ZB
A 7 é 0 ; i
ry 7 % Yt %
Through Hole Through Hole Blind Hole Blind Hole Blind Hole
Depth of Thread ~ Depth of Thread Depth of Thread Depth of Thread Depth of Thread
up to 2 x dy up to 3 x dq up to 2 x dy up to 3 x d up to 3 x dy
B Do Mg el
FEIR2ER FEIA3ER REIR2(ER REIRIES S REAEE
BinARasFLR
3|S5k Chamfer
Form A Form B Form C Form D Form E Form F
5-6 ik 4 -578R 2-358E 35-55EE 15-250E
Material Material Sub Groups
Main Groups = FRURESZE
RESESE
1. 1.1, Unalloyed Steels; RM < 800 Nmm?*  JES &N <800N/mm?(HRC22)
Steels 1.2.  Unalloyed and Alloyed Steels; RM =1000 N/mm? §9%4 <1000N/mm2(HRC32)
ek 1.3.1 Unalloyed and Alloyed Steels; RM = 1200 N/mm?#%#4 <1200N/mm2(HRC38)
1.3.2. Unalloyed and Alloyed Steels; RM < 1400 N/mm?&¥#4 <1400N/mm2(HRC44)
1.3.3. Hardened Steels; 42 - 50 HRC #WMESINATERE42-50 HRC
1.4. Stainless Steels (V2A-Steels) AEEH9(304)
1.5 Stainless Steels with high Chromium-Nickel-Content (V4A-Steels)
1.6. High Temperature Stainless Steels (V2A- and V4A-Steels) F<iEipI(430F)
1.7. High Speed Steels i
2. 2.1. Grey Castlron (GG) FkEBiEEk
Cast Iron 22.  Nodular and Malleable Cast Iron (GGG, GT) EKEEEFEL
ek 2.3, Vermicular Cast Iron (GGY, GJV, CGl)  #BjRiEek
3. 3.1.  Aluminium, Copper, Copper Alloys £{8 4ifd {fiSS
Nonferrous 3.2.1. Aluminium Alloys, Copper Alloys {EiESS€ ESi
Metalls 322. Special Auminium Alloys  $EEEAS S
IFRER 33 Copper Alloys, Short Chipping iSfEsia%
4. 4.1. Nickel Alloys HEeE
Special Alloys 4.2. Titanium Alloys  $X&E
wHas 43. Cu-A-Fe-Alloys $EEHAS
5. 5.1. Thermoplastics JRMEEERR

Plastics 5.2.
BRS

16

Thermosetting Plastics and Fibre Reinforced Plastics  3@{£F4eE

1-15 e

FLAFsE Type of Hole
s|85F Chamfer

il M
LalEE MF
=50 BSW
TS G
HGHIET Rp
TSR Re
SEHIERIE NPT
SEHIEREE NPTF
SERIETITE NPSM
==l UNC
SR UNF
=4AE  UNEF
S=HHERF  UN
SEEHET Py
== Tr
EERTF Rd
KEHPE EG-M

SEElPE EG-UNC

imE&#E KA*) Axial Internal Cooling
mEig4n KR*) Radial Internal Cooling

Coolant Sfpmad

0 = Cutting Qil &l

E = Emulsion FLiki#

S = Special Cutting Oil #2EtniH
T =Dry, Ar Fz =%

R
Cutting Speed
Ve = m/min /45
E
* B - W Cat.-No.
é g E £ ;j’] = DIN 371 &#1371 ——
1= = O o O DIN 376/374
= £ B S @mnéma
20-30 0O/E
20-30 O/E
O/E
10-20 O/E
10 - 20 0O/E
10 - 20 0O/E
) 8
20- 30 0/E =
B
30 - 40 O/E §
30-40  OfF ;é‘
30-40  OF



Type of Thread and Catalogue Page

24 2 24 24 24 24 24 2 2 2
[ D c E F [ E c [ c
60/62 60 61 61 61 61 61 60/62
90 90
108
115
s
i i
BKE BE KBE HE FE HE HKE KE f=¢=lg
&k LERY ZH FH ZR O OTHER OREW Ee BHF TR
cCe DS CsE ES F2 ce E = ce HiE 98 5E
B B BE B B i OERK  SHs g4 =i
Formex  Formex Formex Formex Formex Formex Formex  Formex
TiN TiN TiN TiN TiN TICN TiCN CrN
3 s 3 E : s
14 3 g 3 3
@ : g
¢ #a § =
= ; 3 ¢ € 'e & f: ? %
4060/80 406380 4076/80 406580 4067/80 4069/81 407281 4064 % 2700 2750
6060/80 6063/80 6076/80 606580 6067/80 6069/81 6072/81 6064
e o ® ° ® QO 0OFE e &
0O O e ® @ 0o o 0OF O ®
& @ ® D O 0/E
0/s
0/s
e o § O/E )
e @ 0O/E @
e o é O/E
o TR R =T u TE
S5 TE
8 1o Do Dlle e % o OE °
3;5 0OF @ e
a o D Gl N> B | @) (] §g 0OF @ @
o o [olglliallie ol e 2 10
B o 9 o Bl o 9 | e S8 s

Application: ® recommended B&1E O suitable iS4

112
114
116

=Eo5
=8|
87

l

6700

[ ]
O

0 [ = =

114 114
BaF EpF 149 148
B FBE e 2
i Wi BT BT
BH =4 BN ERE

i'

6750/80

6750



B /SS

v

& B#hE Boss Coatings

Advantages: TiN TiCN TIiAIN CrN DLC
* improved thread TiN-coated BOSS ~  Due to its high Its extreme This chrome nitride-  With its high wear
quality taps can be used  hardnessand hardness and coating with its high | resistance and.
« precise accuracy  universally. favourable viscosity  gliding quality adhesive strength | slit
to gauge 56k (B TiCN-coatingis ~ guarantees high and excellent
« increased cutting : ,, recommended for ~ wear resistance chemical durability
speed EJEFIARED I, difficult chipping ~ against abrasive is extremely well
» extended tool life and hard materials. = materials suchas  suited for thread | mer
e cast iron and rolling in Aluminium.
e s high iy 35 B¢
» yioT S I uc as G . .
. SRRk wil o the‘rmgand IEFRERIGHERIH
o SENETIEERE c;]temitial Stelalbim% ig IEMEIPT R L,
. tE= PN extremly well suite
It for dry B::Utting and
high speed cutting.
FEBLE (FBY)
BEEREAOLEY
SRR Bk
FAEeInERES
FlREETHE
Micro Hard. (HV 0,05) 2300 3000 3300 1750 2800
0.05SmmEYSREHEE
BEEEERQ HY |
Colour of Coating  gold ‘blue-grey ~ purple - dark grey silver-grey
e =6 ERE RERE RKE
Application universal difficult chipping abrasive material;  Rolling of
RS B materials dry cutting/ MKS  Aluminium
RELIHIAEL e BEe
FLIE). BB
H)

Recommendation of Tools with Internal Cooling System (KSS) P4 i&it

Taps with Internal
Cooling:

All machine taps size
M5 and above are
available with Internal
Cooling System (KSS)
P4 Lk«
MS5E LA ERS, &7
BrHTL

Advantages of KSS:

= gxcellent cooling
and lubrication

* improved removal
of chips

» high quality of
thread surface

* increased cutting
speed

* higher tool life

PR FLRR -

* (HRAYSHI R ERNER

* EIHIBAYE R
*ERAREERE
* IENNEIRIRGERAE
*IBINTRE

18

Designation:

KA

Blind Holes: KSS axial

BFMAKART , APORRAFLERRTISH

Designation:

Through Holes: KSS radial

BFLRAKRIZ , BPONRAFLES ST RRNFLD LD




BUISS

Contents gzmz
Metric ISO Standard Thread DIN 13 2\ 52248

HLA245E DIN 371/376 Machine Taps DIN 371 / 376

PEFLA FEZ2E DIN 371/376
Machine Taps DIN 371 / 376 with Internal Cooling

BrIEZHE  Roll Taps
RHRFLITELLHE Roll Taps with Internal Cooling
FRUIHI/ =S ED HLAZHE  Machine Taps for Dry Cutting / MKS

FCUIEI/MRETLED PHRFLA AL
Machine Taps for Dry Cutting / MKS with Internal Cooling

AR Z24E  Machine Taps with extra long shank
SN FEZLHE DIN 352 Hand Taps HSS DIN 352
EERNESEEF A2 DIN 352 Hand Taps HSSE DIN 352
SEARIEEZ4E DIN 352 Short Machine Taps DIN 352
5EtRTRFEZLHE Short Machine Taps for turning centers

P EBF—ARRLELZ25E  Combined Spiral-Machine Taps
1208225k DIN 357 Nut Taps DIN 357

s s JIS Machine Taps
2 U 4=
HZ RS eim L Metric 1ISO Standard Thread DIN 13

5 mAugBisso a4 JIS Machine Taps
RALZ RIS |\ o0 Standard Thread DIN 13

JIS Machine Taps
Elﬂﬁ%ﬂémﬁ‘i_ﬂfﬁs Metric 1SO Fine Standard Thread DIN 13
JIS Machine Taps
EMSEHZHE  ified-Coarse-Thread ANSI B 1.1

JIS Machine Taps
BSR4 Z2HE  |jnified-Fine-Thread ANSI B 1.1

F 4 22 4 JIS Machine Taps

Whitworth Thread BSW
JIS Machine Taps
=
HRVEMEE Ve 10 Standard Threads DIN 13
JIS Machine Taps
HRUERABEE \oyic 1S0 Standard Threads DIN 13

TI%4 Page

20-70
20-70

60 - 62
60 - 62
63 - 65

63 - 65

69 - 70
4
72
73
74
75
76

76-1
76-2
76-3
76-4
76-5
76-6
76-7

76-8

19



~HEERI371/376 HSSE DIN 371/376 M

Version
HISE Straight Flute, =t
Form B,
with spiral point, Eisr =)
4 - 5 threads chamfer 4-59-3|5%F
Type of Hole
FLAGRPSE o
/N

Surface Treatment iN-Coati
EmaE TiN-Coating &%k
Catalogue-No.
me 3070
Tolerance g
iy 1SO 2-6H

o
SUEAE
o
J e
1|

Application UNIversal Use in a Broad Material Range
ﬁgﬁgﬁa e10. 11 BEEBRELIRMELS 7265/80

SRR, H A1 0TS AT
Coolant see Page 10
P RS BSEERELITAES 7265/80

HERISE10TAHYISEFRSEEINGR

Cutting Speed v¢ see Page 10
PIEES ALt
dq P Iy I2 I3 d2 0
RY  FE ek Ik i iz oA e
M 3 05 56 10 18 35 27 2,50
M 4 07 63 12 21 45 34 3,30
M 5 0.8 70 14 25 6 49 420
M 6 10 80 16 30 6 49 5,00
M 8 1,25 90 18 35 8 6,2 6,80
M 10 15 100 20 39 10 8 8,50
M 12 175 110 22 9 7 10,20

20



Version
e Ca. 40° A0
Right Hand Spiral,
Form C,

2 - 3 Threads Chamfer 2-34°3|25F
Type of Hole 707, 77
Surface Treatment N-Cati
EEAR . TiN-Coating &%k
Catalogue-No.
R 3080
Tolerance
e SO 2-6H

i

o T
Application UNiversal Use in a Broad Material Range
. RESHRHLINE S 4345/80

I b5 10BRIIRTE A
Coolant see Page 10
RS HSEERBE1IRMELS 4345/80

LSS 10TRRGISHIFPERINGE

Cutting Speed v see Page 10
IR BLE
dq P l I2 I3 o2
R oFiE 2K UBE S Ei S 1z
M 3 05 56 7 18 35
M 4 07 63 8 21 45
M 5 038 70 10 25 6
M 6 1,0 80 12 30 6
M 8 1,25 90 15 35 8
M 10 15 100 18 39 10
M 12 1,75 110 18 9

5]
Uty 22

2,7
3.4
4.9
49
6.2

G 7z
~|oDi-

2.50

3,30

420

5,00

6,80

8,50
10,20

NERERI371/376 HSSE DIN 371/376 M



Version Straight Flute,
58 Form B,
with Spiral Point,
4 - 5 Threads Chamfer
Big 5,
4-59°5|85F
Type of Hole
FLAYRPE
7
A0
Surface Treatment TiN-Coatin
) UF=178
Catalogue-No. 7265
ey 7265/80
Tolerance IS0 2-6H
BE
,_‘._-%”f-_.. Rapid-UNI
-_EDI [‘
Lile F
= i
\ 1/ 1
o =
o
| |
Application
EFAME
add. see Page 10, 11
Coolant
SRR
Cutting Speed v¢
PIHEE
dq P h l2
R FiE 2K LS
M 2 04 45 8
M 25 0,45 50 9
M 3 05 56 10
M 4 07 63 12
M 5 08 70 14
M 6 1 80 19
M 8 125 90 18
M 10 15 100 20

22

2371 HSSE DIN 371 M

Straight Flute, Straight Flute, e,
Form B, Form B, with Spiral Point,
with Spiral Point, with Spiral Point, 4 - 5 Threads Chamfer,
4 -5 Threads Chamfer 4 - 5 Threads Chamfer iR = gzg;?r'lg'"‘ef"a'
EfE 5Cinfs, EfE Stinfs, B S,
4-5731S5F 4-513I8F  4543ISF , 9L
/n W /W
TiN-Coating &4k TiN-Coating &4k TiN-Coating 4k
7265/80 7265/80 B72656/80
1S0 3-6G 7G ISO 2-6H
Rapid-UNI Rapid-UNI Rapid-UNI
with KR

i

UNIversal Use for a Broad Material Range
BEEHRFELIIAIES 7265/80

tEXIE L0 ENE S
see Page 10
BEEEERELITAIELS 7265/80
EESTEE10TRAY S EPFPSERIGR
see Page 10
CiN
I3 dp u} ;
it e sy g
2.8 2.1 1,60
2,8 2,1 2,05
18 35 2,7 2,50
21 45 34 3,30
25 6 49 4,20
30 6 49 5,00
35 8 6.2 6,80
39 10 8 8,50



Machine Ta

S _ _
Metric I1SO Isltzﬁmdartl Thread DIN 13 ZRAMEs kIR

AFIREM376  HSSE DIN 376

7275/80

Rapid-UNI Rapid-UNI

t b h 2 L =) g by
RY 7FiE 2K T R =y BT
M 6 1 80 16 45 34 5,00
M8 1,25 90 18 6 49 6,80
M 10 15 100 20 7 55 8,50
M 12 1,75 110 22 9 7 10,20
M 14 2 110 24 11 9 12,00
M 16 2 10 26 i 9 14,00
M 20 25 140 30 16 12 17,50
M 24 3 160 36 18 145 21,00
M 27 3 160 36 20 16 24,00
M 30 35 180 40 22 18 26,50

23



Version
F/1bA

Type of Hole
FLAYFRSE

Surface Treatment
REHE
Catalogue-No.
Bs

Tolerance
e

i d2
T
o o
of
L
Application
&R
add. see Page 10, 11
_cn_tll_a'nt
Cutting Speed vg
DHELEE
dq P
RY oFiE
M 2 0,4
M 25 0,45
M 3 05
M 4 07
M 5 0.8
M 6 1
M 8 1,25
M 10 15

24

Ca. 40° Ca. 40°
Right Hand Spiral, Right Hand Spiral,
Form C, Form C,
2 - 3 Threads Chamfer ~ 2 - 3 Threads Chamfer
A0°GHEIRER 40°HHEEhER
2-315|155% 2-315|8F
7 %gz 7
O | O :
//é qﬁ . -
TiN-Coating &%k TiN-Coating &4k
4345/80 4345/80
ISO 2-6H IS0 3-6G
Grulo-UNI Grulo-UNI

f
‘

UALS

U
2K

45 6
50 6
56 7
63 8
70 10
80 12
90 15

100 18

" |

AHIAGEM371 HSSE DIN 371 M

Ca. 40°
Right Hand Spiral,
Form C,
2 - 3 Threads Chamfer

A0°HEsRNER

2-315 185
O

él

TiN-Coating ¢t
4345/80
76

Grulo-UNI

(

UNIversal Use in a Broad Material Range
BEEERBIIAMNES 4345/80

EEx 10T RTES 1%
see Page 10
BEEERF1ITAVELS 4345/80
EEXIEE 10 AL A RhSRERINGE
see Page 10
Sl
I3 do |

ELaN i lYy=:
10 28 2.1
12 28 2,1
18 3,5 2,7
21 45 34
25 6 49
30 6 4,9
35 8 6,2
39 10 8

Ca. 40°
Right Hand Spiral,
Form C,
2 - 3 Threads Chamfer,
KA = Axial Internal
Coolant

A0°HHEIRTER
2-348 |85, AL

W

TiN-Coating 2%k
B4345/80
IS0 2-6H

Grulo-UNI
with KA

ETE:
~loDi—
1,60
2,05
2,50
3,30
4,20
5,00
6.80
8,50



u_' . Machine Taps

Metric 1SO Standard Thread DIN 13 ZRREH@ELs

AikEm376 HSSE DIN 376

Grulo-UNI Grulo-UNI
with KA

M 6 1 80 12 45 3.4 5,00
M 8 1,25 90 15 6 49 6,80
M 10 1,5 100 18 7 55 8,50
M 12 175 110 18 9 7 10,20
M 14 2 110 20 1 9 12,00
M 16 2 110 20 12 9 14,00
M 20 25 140 25 16 12 17,50
M 24 3 160 30 18 14,5 21,00
M 27 3 160 30 20 16 24,00
M 30 35 180 35 o 18 26,50

25



Version
e

Type of Hole
FLAYHNSE

Surface Treatment
EEAE

Catalogue-No.
e

Tolerance

RE

il
0
o 1] &
-
Application
B
add. see Page 10, 11
Coolant
RS
Cutting Speed v¢
PIHEE
dq p
RY e
M 2 04
M 22 0,45
M 23) 04
M 25 0,45
M 2,6) 0,45
M 3 05
M 35 06
M 4 07

26

Straight Flute,
Form B,
with Spiral Point,
4 - 5 Threads Chamfer

=l e
4-57°5|85

)
Steam Tempered S4t
7010/78

1SO 2-6H

Rapid Vap.

[

Straight Flute,
Form B,
with Spiral Point,

4 - 5 Threads Chamfer

wHlkEm371 - HSSE DIN 371 M

Straight Flute,
Form B,
with Spiral Point,
4 - 5 Threads Chamfer

B Seinm BfE SR
4-57518F 4-59°5|185F
/W, m,
87 B7]
7010 7010
IS0 2-6H ISO 3-6G
Rapid Rapid

(
&

I
-

Unalloyed Steels;
Tensile Strength =< 800 N/mm?

Straight Flute,
Form B,
with Spiral Point,

4 - 5 Threads Chamfer,

4

S SINEE , Hihr <8004EHH/mm2(AIHRC22LATF)

4 o Iz do n
2K K Tk WE 0
45 8 28 21
45 9 28 21
45 9 28 21
50 9 28 21
50 9 28 2.1
56 10 18 35 27
56 10 20 4 3

63 12 af 45 aid

~|aDil~

1,60
1,75
1,90
2,06
2,15
2,50
2,90
3,30

Cutting Qil or Emulsion

tIHEIHEREL R
10 - 20 m/min  K/%

a4 P 4 lo I3 do 0

RY ¥ Sk TR Tk e mm O
M 45 0,75 70 14 25 6 49 370
M 5 0.8 70 14 25 6 49 420
M 6 1 80 16 30 6 49 5,00
M 7 1 80 16 30 7 55 6,00
M B 1,25 90 18 35 8 62 6,80
M 9 e 90 18 35 9 7 7.80
M 10 15 100 20 39 10 8 8,50

() DIN Profile not IS0 (/& a@ligitIEERMRE

Left Hand Version

B Soinm
-5A5 1S5 e

my,

=
TO10/H Left
10 2-6H-LH

Rapid-LH

)



BISS

Version
e

Type of Hole
FLAOFRSE

Surface Treatment
FEAE

Catalogue-No.
S

Tolerance
BE

‘! d2
= |

o Al B
Application
B
add. see Page 10, 11
t_:nn'l’ant_
SRR
Cutting Speed v¢
tIHEI®E
dy P
R i)
M 3 0,5
M 35 0,6
M 4 07
M 5 08
M 6 1
M 7 1
M 8 1,25
M 9 1.25
M 10 15
M 11 15
M 12 1,75
M 14 2
M 16 2
M 18 25

It

56
56
63
70
80
80
90
90
100
100
110
110
110
125

Straight Flute,
Form B,
with Spiral Point,
4 - 5 Threads Chamfer

BiE St
4-575|185F

W,

Steam Tempered St

7011/78
1SO 2-6H

Rapid Vap.

&

alkEm376e HSSE DIN 376 M

Straight Flute, Straight Flute,
Form B, Form B,
with Spiral Point, with Spiral Point,
4 - 5 Threads Chamfer 4 - 5 Threads Chamfer
B Sins B kst
4-515185F 4-515185F
e ot
Al Y
87 B7
7011 7011
IS0 2-6H IS0 3-6G
Rapid Rapid

~ASASSAAS S

=

-

Unalloyed Steels;

{

!

Tensile Strength < 800 N/mm?
SNk , FLR <8004/ mm2(Z9HRC22LLF)

Cutting Qil or Emulsion

0
2K Ik W O\

2,1
2,1
2.7
34
4.3
4.9
55
55
6.2
7

9

9

lo  do
10 22
11 25
12 28
14 35
16 45
16 55
18 6
18 7
20 7
20 8
2 9
24 11
26 12
30 14 11

TIHHEFLIR
10-20 m/min  #/4>

g dy P l4 |2/ d? 0 g
& Ry 86 &K TR R mfE &
2,50 M 20 25 140 30 16 12 17,50
2,90 M 22 2k 140 a0 18 14,5 19,50
3,30 M 24 3 160 36 18 14,5 21,00
420 M 27 3 160 36 20 16 24,00
5,00 M 30 3,5 180 40 22 18 26,50
6,00 M 33 35 180 40 25 20 29,50
6,80 M 36 4 200 45 28 22 32,00
7.80 M 39 4 200 45 32 24 35,00
8,50 M 42 4.5 200 a0 32 24 37,50
9,50 M 45 45 220 50 36 29 40,50
10,20 M 48 b 250 56 36 29 43,00
12,00 M 52 5 250 56 40 32 47,00
14,00

15,50



Version
e

Type of Hole
FLAGFRE

Surface Treatment

EERE

Catalogue-No.
BS

Tolerance
HE

i

I3

Iz

Application
ERE

add. see Page 10, 11
Coolant
RIS
Cutting Speed v
YIgEiEE

dq P
R b il
M 14 03
M 16 0,35
M 1,7) 0,35
M 2 04
M 22 045
M 2.3) 04
M 25 0,45
M 286) 0,45
M 3 05

28

Aigmm371 HSSE DIN 371 M

Ca. 40° Ca. 40° Ca. 40° Ca. 40°
Right Hand Spiral, Right Hand Spiral, Right Hand Spiral, Left yﬂarfg gmfa’!
Form C, Form C, Form C, 2 - 3 Threads Chamfer
2 - 3 Threads Chamfer ~ 2 - 3 Threads Chamfer ~ 2 - 3 Threads Chamfer Left Hand Version
A0°ATEENER A0°FEENER A0°ATERRER A0°EChEAE e
2-31 5|85 2-315|85% 2-315|185% 2-318|85F , i
. 1| z
0 . . U )
Steam Tempered &4k, 87 87 87
4040/78 4040 4040 4040/ H Left
ISO 2-6H IS0 2-6H IS0 3-6G ISQ 2-6H-LH
Grulo Vap. Grulo Grulo Grulo-LH

il

l4 lo fe! do

40 7 2.5
40 8 2,5
40 8 25
45 6 10 2,8
45 6 10 2.8
45 6 10 2,8
50 6 12 2.8
50 6 12 2.8
56 T 18 3.5

I I

Unalloyed Steels;

Tensile Strength = 800 N/mm?

EESWEK , M <8004/ mmALIHRC22LLT)

n]

2K DK @K #®E TfE

2.1
2,1
2,1
2.1
2,1
2,1
2.1
2.1
2.7

g

~laD—

1,10
1,25
1,35
1,60
1,75
190
2,05
2,15
2,50

Cutting Oil or Emulsion

TIRIHEZLR
10-20 m/min  %/%
i = 4 lo I3 dp O %
Ry ZiB 2K 7k @K HE mfR
M 3,5 0,6 56 7 20 4 3 2,90
M 4 0,7 63 8 21 45 34 330
M 5 0,8 70 10 25 6 49 420
M 6 1 80 12 30 6 49 500
M 7 1 80 12 30 7 55  6:00
M 8 1,25 90 15 35 8 62 680
M 9 1,25 90 15 35 9 7 7,80
M 10 1,5 100 18 3 10 8 8,50

{ ) DIN Profile not ISO

(ERERHEEE S



Version
e

Type of Hole
FLAGRNSE

Surface Treatment
Catalogue-No.
#e

Tolerance

HEE

h

d

Iz

Application
ERME

add. see Page 10, 11
Coolant
Cutting Speed vg
YIHERRE

d1q P
R~ iR
M 3 0,5
M 4 0.7
M 5 0,8
M 6 1
M 7 1
M 8 1,25
M 9 1.25
M 10 15
M 11 15
M 12 1,75
M 14 2
M 16 2

M 18 2,5
M 20 2,5

t

56
63
70
80
80
90
90
100
100
110
110
110
125

Ca. 40°
Right Hand Spiral,
Form C,

2 - 3 Threads Chamfer
40°AHEIREER
2-310\5|85F

o e
n T
é/@/ 1@ 7
7 7
Steam Tempered Sk,
B6040/78
ISO 2-6H
Grulo Vap.
2 do 0
£k 7k #HBRE WA
7 2.2
8 28 21
10 35 27
12 45 34
12 55 43
15 6 49
15 7 55
18 7 55
18 8 6,2
18 g 7
20 11 9
20 12 9
25 14 1
25 16 12

140

~lgDi=
2,50
3,30
4,20
5,00
6,00
6,80
7,80
8,50
9,50
10,20
12,00
14,00
15,50
17,50

AlikEM376 HSSE DIN 376 M

Ca. 40°
Right Hand Spiral,
Form C,
2 - 3 Threads Chamfer
A0 FEIRIER
2-395185F

/ I

.

H7]

6040

1SO 2-6H

Grulo

Unalloyed Steels;

Cutting Oil or Emulsion

YIERERL R

10 -20 m/min /%
dq P

Feiwr b

M 22 2,5

M 24 3

M 27 3

M 30 35

M 33 35

M 36 4

M 39 4

M 42 45

M 45 4.5

M 48 5

M 52 5

Tensile Strength < 800 N/mm?
A S , FTRT <8004 1/ mm2A(ZIHRC22LLTF)

Ca. 40°
Right Hand Spiral,
Form C,
2 - 3 Threads Chamfer
40° S HEIENER
2315155
7 U
1 O
87
6040
IS0 3-6G
Grulo
lp  do o
T #HE UM
25 18 145
30 18 14,5
30 20 16
35 22 18
40 25 20
45 28 22
45 2 24
50 32 24
50 % 29
56 3% 29
56 40 32

g

~leDi—

19,50
21,00
24,00
26,50
29,50
32,00
35,00
37,50
40,50
43,00
47,00

29



[l <~ Machine Ta

s
Metric 1SO giandard Thread DIN 13 zRasemes

AsleeEm371 HSSE DIN 371

Rapid-VA-G

dy P h kb g d g di P h kI3 d n

RT TFEE 2K DK @k #w A Y RY ZFiE 2K K #ik % 0Of \
M 1 0.25 40 55 25 21 075 M3 05 56 10 18 35 27 250
M 14 03 40 7 25 21 1,10 M35 06 56 10 20 4 3 290
M 16 0,35 40 8 25 21 125 M4 07 63 12 21 45 34 330
™ 1,7) 0,35 40 8 25 21 13 M5 08 0 14 25 6 49 420
M 2 0,4 45 8 28 21 160 M 6 1 16 30 6 49 500
M 22 045 45 9 2B 2t W5 MT 1 80 16 3 7 55 600
M 23) 04 465 9 28 21 190 M8 1,25 90 18 3% 8 62 680
M 25 045 5 9 28 21 205 M10 15 100 2 39 10 8 850
M 26) 0,45 5 9 28 21 215

() DIN Profile not IS0 (& oismiaitaEERr iRt
30



“ Machine Taps

Metric 1ISO Standard Thread DIN 13 ZRR5%kimLsH

AlkEM376 HSSE DIN 376

Rapid-VA-G

R

M 4 07 63 12 2,8 2,1 3,30
M 5 08 70 14 35 27 420
M 6 1 80 16 45 34 5,00
M 8 1,25 90 18 6 49 6,80
M 10 15 100 20 7 55 8,50
M 12 1,75 110 22 9 7 10,20
M 14 2 110 24 11 9 12,00
M 16 2 10 26 12 9 14,00
M 18 25 125 30 14 1 15,50
M 20 25 140 30 16 12 17.50
M 22 25 140 30 18 145 19,50
M 24 e 160 36 18 14,5 21,00
M 27 3 160 36 20 16 24,00
M 30 3.5 180 40 22 18 26,50

37



Version
e
Type of Hole
FLAYFRE
Surface Treatment
Catalogue-No.
Be
Tolerance
BE
L:.)d
s
q [
B
Application
B
add. see Page 10, 11
Coolant
Cutting Speed v¢
IHEE
d4 P
R~ ik
M 14 03
M 16 0,35
M 1,7) 0,35
M 18 0,35
M 2 0.4
M 25 0.45
M 2,6) 0,45
M 3 0.5

Ca. 40° Ca. 40°
Right Hand Spiral, Right Hand Spiral,
Form C, Form C,
2 - 3 Threads Chamfer ~ 2 - 3 Threads Chamfer
A0°EhEaZE R A0° AT
2-315|185F 2-345|85F
a i 7/
17 /!'/ 7 ﬂ/
b 2 &
B7] B7]
4345 4345
ISO 2-6H ISO 3-6G
Grulo-Spez.-G Grulo-Spez.-G

I I I3 do

Y
Sk Tk @k wE IR Q)

40 7 25
40 8 2,5
40 8 2,5
40 8 25
45 6 10 2,8
50 6 12 2.8
50 6 12 2,8
56 7 18 35

M
&

aHlkE371 HSSE DIN 371 M

Ca. 15° Ca. 40°
Right Hand Spiral, Right Hand Spiral,
Form C, Form E,

2 - 3 Threads Chamfer 1,5 - 2 Threads Chamfer
15°AheiRhEm A0°AhEtEhER
2-315|8F 1.5-293|18%F
B7] B7]

4255 4341
ISO 2-6H ISO 2-6H
RSP-Spez.-G Grulo-Spez.-G

/i

Aluminium Alloys, Copper Alloys
FEESIN , IHLH <8004/ mm(HAHRC22LIT) HE% e BN

Cutting Oil or Emulsion

IR

10-30 m/min  3k/%>

dh P li I I3 d n g

R~ Zie 2K K @K #& I %
21 110 M 3,5 0,6 56 7 20 4 3 2,90
21 125 M 4 07 63 8 21 45 34 330
21 135 M 5 0.8 70 10 25 6 49 420
21 145 M 6 1 80 12 30 6 49 500
21 160 M7 1 80 12 30 7 55 6,00
21 205 M 8 1,25 90 15 35 8 62 680
2 M10 1.5 100 18 39 1o 8 8,50
27 250

() DIN Profile not IS0 ()& oSl it IEERR T



Version
e
Type of Hole
FLAGFRE
Surface Treatment
EERE
Catalogue-No.
B
_'_Ifqlprance
e
s
’." F"_:'
%
= |
o I‘ 4
Application
ERTE
add. see Page 10, 11
Coolant
IR
Cutting Speed v
YIHERE
dq P
R I
M 4 07
M 5 08
M 6 1
M 8 1,25
M 10 15
M 12 1,75
M 14 2
M 16 2
M 18 25
M 20 25
M 22 25
M 24 3
M 27 3
M 30 35

HlkEm376 HSSE DIN 376 M

Ca. 40° Ca. 16° Ca. 40°
Right Hand Spiral, Right Hand Spiral, Right Hand Spiral,
Form C, Form C, Form E,
2 - 3 Threads Chamfer 2 - 3 Threads Chamfer 1,5 - 2 Threads Chamfer
A0°EHEsRNER 15°AhERNErS 40°ahEIREER
2-349°5|185 2-395185F 1.5-2495185F
gni/ 7 | ' 7R
. / I/ i /' ',/
'm 1
B7] B7] =7]
6345 6055 6341
IS0 2-6H IS0 2-6H ISO 2-6H
Grulo-Spez.-G RSP-Spez.-G Grulo-Spez.-G

Aluminium Alloys, Copper Alloys
EESMEL , AL <8004/mm?(LYHRC22LLF) BEE HESE BiEil

Cutting Oil or Emulsion
PIHREEL R

10 - 30 m/min  K/%>

Iy Iz dp i} g
£ UBE:S LTS Uty 5 FLiE

63 8 28 2.1 3,30

70 10 35 27 4,20

80 12 45 34 5,00

90 15 6 49 6,80
100 18 7 55 8,50
110 18 9 7 10,20
110 20 11 9 12,00
110 20 12 9 14,00
125 25 14 11 15,50
140 25 16 12 17,50
140 25 18 145 19,50
160 30 18 145 21,00
160 30 20 16 24,00
180 35 22 18 26,50

[#)]
(O3]



Version
e
Type of Hole
FLAVFRSE
Surface Treatment
EEAE
Catalogue-No.
s
Tolerance
HBE
by
.
Al
of ]
Application
EFAME
add. see Page 10, 11
Coolant
Cutting Speed ve
YIHEE
dq P
R< il
M 2 0.4
M 25 0.45
M 2.8) 0,45
M 3 0,5
M 35 0,6
M 4 07
M 5 0.8
M 6 1
M 8 1,25
M10 15

slkEm371 HSSE DIN 371 IVI

Straight Flute, Straight Flute, Straight Flute,
Form B, Form B, Form B,
with Spiral Point, with Spiral Paint, with Spiral Point,
4 - 5 Threads Chamfer 4 - 5 Threads Chamfer 4 - 5 Threads Chamfer
Bl foinfs B Foima B i
4-5105|55F 4-54°5|F5F 4-5/°5 |55
o # CarTi
W A1 A0
Nitrided 44t Nitrided Zt TiN-Coating Z&$K
7045 7045 7045/80
IS0 2-6H IS0 3-6G IS0 2-6H
Rapid-Spez. Rapid-Spez. Rapid-Spez. TiN

Unalloyed and Alloyed Steels;
Tensile Strength < 1000 N/mm?
FESMHEBE SN , MALHD<100054-H/mm2(£JHRC32LLTF)

Cutting Oil Cutting Oil
or Emulsion or Emulsion
YIREEEL R PIHEEALAE

10 - 20 m/min /% 20 - 50 m/min K/5

] I2 I3 d2 O g
£ UAESS < R oLt)=: AT LR
45 8 2,8 2,1 1,60
50 9 2,8 2,1 2,05
50 9 2.8 2.1 215
56 10 18 3,5 2,7 2,50
56 10 20 4 3 2.90
63 12 21 45 3.4 3,30
70 14 25 6 49 4,20
80 16 30 6 49 5,00
90 18 35 8 6,2 6,80
100 20 39 10 8 8,50

() DIN Profile not IS0 (& AEMIgHIEERRTE
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Bss

Version
e

Type of Hole
FLAGHpSS

Surface Treatment
RHRE

Catalogue-No.
BS

Tolerance
Y

4 T}
|t
=
o | dq
Application
1B
add. see Page 14, 15
Coolant
RN
Cutting Speed v,
HEEE
dq P
R oFiE
M 4 0,7
M 5 0,8
M 6 1
M 8 1.25
M 10 15
M 12 1,75
M 14 2
M 16 2
M 20 2,5
M 24 3
M 30 3,5

lkE376 HSSE DIN 376 M

Straight Flute, Straight Flute,
Form B, Form B,
with Spiral Point, with Spiral Point,

4 - 5 Threads Chamfer 4 - 5 Threads Chamfer
B8 Scinf Bi,Soinm
4-59°5|8F 4-59°5|8F

A1 A1
Nitrided &k TiN-Coating &5%K
70565 7055/80

IS0 2-6H IS0 2-6H
Rapid-Spez. Rapid-Spez. TiN

Unalloyed and Alloyed Steels;
Tensile Strength < 1000 N/mm?

FELSRUBELM , FiHH<10004EH/mm2KIHRC32LLT)

Cutting Qil Cutting Oil
or Emulsion or Emulsion
EIEHER R EDRIEEEAHR

10 - 20 m/min  ¥/%> 20 - 50 m/min  ¥/4

v 2 d2 0 g ,
2K UAE-S LS Purs 2 Az
63 12 2.8 2,1 3,30
70 14 35 2,7 4,20
80 16 45 3.4 5,00
90 18 6 49 6,80
100 20 7 55 8,50
110 22 9 7 10,20
110 24 11 9 12,00
110 26 12 9 14,00
140 30 16 12 17,50
160 36 18 145 21,00
180 40 22 18 26,50
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Version

B

Type of Hole

FLAYRRE

Surface Treatment

EERE

Catalogue-No.

S

Tolerance

BE

i} E'I

A

g ) ) .

Application

B

add. see Page 10, 11

Coolant

Cutting Speed v¢

YIHEE

dq P

R ZFiE
M 2 0,4
M 25 0,45

M 2,6) 0.45
M 3 05
M 35 06
M 4 07
M 5 08
M 6 1

M 8 1,25
M10 15

() DIN Profile not ISO
36

AFkEM371 HSSE DIN 371 M

Ca. 40° Ca. 40° Ca. 40° Ca. 40°
Right Hand Spiral, Right Hand Spiral, Right Hand Spiral, Right Hand Spiral,
Form C, Form C, Form C, Form C,

2 - 3 Threads Chamfer ~ 2 - 3 Threads Chamfer 2 - 3 Threads Chamfer 2 - 3 Threads Chamfer
40°AhEtRIER 40°AhEENER 40" HEIRhER 40°FhEiRbER
2-31 5155 2-315185 2-315|85% 2-3105185F

oy v i o 0y 7 e i
i ./ ) D .
/ éﬂ% %ﬂw Bmim .|
0 5/ D U U a
B7 =P Steam Tempered &% TiN-Coating &%k
4045 4045 4045/78 4045/80
1SO 2-6H ISO 3-6G ISO 2-6H ISO 2-6H
Grulo-Spez. Grulo-Spez. Grulo-Spez. Vap. Grulo-Spez. TiN

f
&

i
4

/i

0
¢

Unalloyed and Alloyed Steels;
Tensile Strength = 1000 N/mm?
EESMSERESWN , FIELH<100044H/mmALIHRC32LAT)

E3S

45
50
50
56
56
63
70
80
90
100

(B A EEERR

Cutting Oil Cutting Oil
or Emulsion or Emulsion
TR TRk
10 - 20 m/min /4> 20 - 50 m/min /%>
I2 I3 d; ]
UAEsS < T 9ty L.
6 10 2,8 2.1 1,60
6 12 2,8 21 2,05
6 12 2,8 2,1 2,15
7 18 35 2.7 2,50
7 20 4 3 2,90
8 21 45 3,4 3,30
10 25 6 49 4,20
12 30 6 49 5,00
15 35 8 6,2 6,80
18 39 10 8 8,50



wEkEM376 HSSE DIN 376 M

Version Ca. 40° Ca. 40° Ca. 40°
e Right Hand Spiral, Right Hand Spiral Right Hand Spiral,
Form C, Form C, Form C,
2 - 3 Threads Chamfer 2 - 3 Threads Chamfer 2 - 3 Threads Chamfer
40° A hEIRTER 40°RHEIRNER 40° SRR
2-31 5|85 2-315|185F 2-318|S57F
Type of Hole Pt ==

FLftoRpse 2!1 % 2!1/5 )
=

Surface Treatment Steam Tempered TiN-Coatin
Catalogue-No. 6045 6045/78 6045/80
e
Tolerance IS0 2-6H IS0 2-6H IS0 2-6H
faE
,\RF;\\A Grulo-Spez. Grulo-Spez. Vap. Grulo-Spez. TiN
1 [
i da
o L 4 /
Application Unalloyed and Alloyed Steels;
B Tensile Strength < 1000 N/mm?
add. see Page 10, 11 FELNERASH , FHH <1000/ mm2(LHRCI2LUT)
Coolant Cutting Ol Cutting Oil
SRIFE or Emulsion or Emulsion
HIH Rk EL LR YEitekEL R
cutﬁng speed 'a'c ” i Al ! TR
R 10 - 20 m/min /% 20 - 50 m/min /%
dq P l4 Io do 0 g dq E lq ) da ] g
RY  FE ek Ok wE WA 0§ RY B ok Nk wEmEm 0§
M 3 05 6 7 22 250 M 16 2 110 20 12 9 14,00
M 4 07 63 8 28 21 330 M18 25 125 25 14 1 15,50
M 5 08 70 10 35 27 420 M20 25 140 25 16 12 17,50
M 6 1 80 12 45 34 500 M22 25 140 25 18 145 19,50
M 8 125 0 15 6 49 630 M 24 3 160 30 18 145 21,00
M 10 15 10 18 7 55 850 M 27 3 160 30 20 16 24,00
M 12 175 10 18 9 7 1020 M 30 35 180 35 22 18 96,50
M 14 2 10 20 19 12,00

Ca
i



Version
e

Type of Hole
FLAOFPSE

Surface Treatment
REAE

Catalogue-No.
BS

Tolerance
e

Straight Flute,
Form B,
with Spiral Point,

4 - 5 Threads Chamfer

Bl S
4-503ISF
a0
Nitrided %tk
7245
IS0 2-6H

Rapid-Spez.-R

alikEm371 HSSE DIN 371 M

Straight Flute,
Form B,
with Spiral Point,
4 - 5 Threads Chamfer

B1E Jin
4-505|8F

LT
Nitrided %%
7245
IS0 3-6G

Rapid-Spez.-R

Straight Flute,
Form B,
with Spiral Point,
4 - 5 Threads Chamfer

B18 S
4-5105185F

W
TICN-Coating %2k

7245/81

IS0 2-6H

Rapid-Spez.-R TiCN

Application
& R
add. see Page 12, 13

Unalloyed and Alloyed Steels;
Tensile Strength <1200 N/mm?
M1, HIRLD<12004-4/mm?(Z9HRC38LLTF)

Unalloyed and Alloyed Steels;
Tensile Strength < 1400 N/mm?
B4 < 1400N/mm?(HRC44)

Coolant Cutting Ol Cutting Oil
BEDFhE or Emulsion or Special Cutting Oil
Pl s el a7 YIHRsk Rt ER
Cutting Speed v, - i S/ - VTYPAN
tﬂﬁﬁi@?ﬁp 3-10 m/min k/% 3-10 m/min /%
dq P l4 Ig I3 dg (] @
R i) £ 7 i E Ut i A
M 2 0,4 45 8 2,8 2.1 1,60
M 2.2 0,45 45 9 2.8 2.1 1,75
M 23) 0,4 45 9 2,8 2.1 1,90
M 25 0,45 50 9 2,8 2.1 2,05
(M 2,6) 0,45 50 9 2,8 2.1 2,15
M 3 05 56 10 18 35 2.7 2,50
M 35 0,6 56 10 20 4 3 2,90
M 4 0,7 63 12 21 45 3.4 3,30
M 5 0.8 70 14 25 6 49 4,20
M 6 1 80 16 30 6 49 5,00
M 8 1,25 80 18 35 8 6,2 6,80
M10 15 100 20 39 10 8 8,50

() DIN Profile not IS0 (& i@alig i EERR R
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Version
B

Type of Hole
FLASHPSE

Surface Treatment
RERE

Catalogue-No.
5SS

Tolerance
BE

i} 3
L | g2
o |

= _:_ 4
Application
EFE
add. see Page 10, 11
Coolant
AT
Cutting Speed v
YIHiEE
dq P
RY i)
M 4 07
M 5 08
M 6 1
M 8 1,25
M 10 15
M 12 1,75
M 14 2
M 16 2
M 18 2,5
M 20 25
M 22 25
M 24 3
M 27 3
M 30 35

Straight Flute,
Form B,
with Spiral Point,
4 - 5 Threads Chamfer

EfE | iR
4-51519F

m
Nitrided 4t
7255
IS0 2-6H

Rapid Spez.-R

Unalloyed and Alloyed Steels;
Tensile Strength = 1200 N/mm?
1, AL <120054-5/mmA(29HRC38LLT)

Cutting Oil
or Emulsion
YRR

3-10 m/min /%

lh I2 d2
2K UALS LTS
63 12 28
70 14 3,5
80 16 45
90 18 6
100 20 7
110 22 2
110 24 11
110 26 12
125 30 14
140 30 16
140 30 18
160 36 18
160 36 20
180 40 22

palEEm37e HSSE DIN 376

m]
Uty

2,1
2,7
3.4
4.9
55

11
12
14,5
14,5
16
18

Straight Flute,
Form B,
with Spiral Point,
4 - 5 Threads Chamfer

BiE | iR
4-515155F

L1
TiCN-Coating #2%K
7256/81
ISO 2-6H

Rapid-Spez.-R TiCN

Unalloyed and Alloyed Steels;
Tensile Strength =1400 N/mm?
## < 1400N/mm?(HRC44)

Cutting Oil
or Special Cutting Qil
YIE e SERE S

5-20 m/min #/%

g

~loDi—
3,30
420
5,00
6,80
8,50
10,20
12,00
14,00
15,50
17,50
19,50
21,00
24,00
26,50

AR

39



KEkEM371 HSSE DIN 371 M

Version Ca. 40° Ca. 40° Ca. 15° Ca. 40°
B Right Hand Spiral, Right Hand Spiral, Right Hand Spiral, Right Hand Spiral,
Form C, Form C, Form C, Form C,
2 - 3 Threads Chamfer ~ 2 - 3 Threads Chamfer ~ 2 - 3 Threads Chamfer ~ 2 - 3 Threads Chamfer
A0°HIERIER A0 HERIE R 15°AnERhER A0 HEIRIER
2-315 155 2305185 2-3405|S5F 2-31N5185F
Type of Hole IR : O Y i) o
Aok % | % : ’%/M n 2}/ ;‘
. Y U4 U 4 U
Surface Treatment &7 = E7] R it
EEAE TiCN-Coating 228K
Catalogue-No. 4245 4245 4235 4245/81
S
Tolerance IS0 2-6H IS0 3-6G IS0 2-6H IS0 2-6H
e
Grulo-Spez.-R Grulo-Spez.-R Rsp-Spez.-R Grulo-Spez.-R TiCN

i il

7 7

I
¢

s

F

Application Unalloyed and Alloyed Steels; Unalloyed and Alloyed Steels;
ISR Tensile Strength <1200 N/mm? Tensile Strength = 1400 N/mm*
add. see Page 10, 11 W81, HRID < 120048/ mm2(Z9HRC38LLTF) TERf < 1400N/mm?(HRC44)
Coolant Cutting Oil Cutting Oil
BARhE or Emulsion or Special Cutting Oil
PIRHEELICE YIBIHERTAIALH

Cutting Speed vg 3-10 m/min 3 2 -
e m/min /4> 5 - 20 m/min /%>
dq P I I2 I3 d2 =] g
RY FiE £ T E 1S T 11t)=] PR
M 2 0,4 45 6 28 2.1 1,60

M 2,5 0,45 50 6 28 2,1 2,05

(M 2,6) 0,45 50 6 28 2,1 2,15

M 3 05 56 7 18 35 27 2,50

M 4 0.7 63 8 21 45 34 3,30

M 5 08 70 10 25 6 49 4,20

M 6 1 80 12 30 6 49 5,00

M 8 1,25 90 15 35 8 6.2 6,80

M10 15 100 18 39 10 8 8,50

() DIN Profile not IS0 (&A@l EFERR R
40



NEREm376 HSSE DIN 376 M

Version Ca. 40° Ca. 15° Ca. 40°
e Right Hand Spiral, Right Hand Spiral, Right Hand Spiral,
Form C, Form C, Form C,
2 - 3 Threads Chamfer 2 - 3 Threads Chamfer 2 - 3 Threads Chamfer
A0 EHEIRNER 15°ABeighEr A0 EEIRNER
2-31°5|85F 2-313185F 2-31N51825F
Type of Hole % ; 7 e
T i % % Z g
2 4 '
%%'g\%“mmm &7 &7 TICN-Coating 425k
Catalogue-No. 6245 3035 6245/81
T 5 60
Tolerance IS0 2-6H IS0 2-6H IS0 2-6H
BE
ooy Grulo-Spez.-R Rsp-Spez.-R Grulo-Spez.-R TiCN
s
! d2
o _:_ 4
Application Unalloyed and Alloyed Steels: Unalloyed and Alloyed Steels:
=R Tensile Strength = 1200 N/mm? Tensile Strength <1400 N/mm?
add. see Page 10, 11 4, $itti <1 200487/ mm2(LHRCILLT) Fit4 < 1400N/mm2(HRCA44)
Coolant Cutting Oil Cutting Oil
AR or Emulsion or Special Cutting Oil
IEHERFI R PIEHEATR IR
Cutting Speed v¢ 3-10 m/min - i oy
o, m/ K/ 5-20 m/min /%
dq P h I2 dp 0 g
R FiE =K A} LS ltyz: 5. '
M 4 0,7 63 8 2,8 2,1 3,30
M 5 08 70 10 35 27 420
M 6 1 80 12 45 34 5,00
M 8 1,25 90 15 6 49 6,80
M 10 15 100 18 7 55 8,50
M 12 1,75 110 18 9 7 10,20
M 14 2 110 20 1 9 12,00
M 16 2 110 20 12 9 14,00
M 18 25 125 25 14 1 15,50
M 20 25 140 25 16 12 17,50
M 22 25 140 25 18 145 19,50
M 24 3 160 30 18 14,5 21,00
M 27 3 160 30 20 16 24,00
M 30 35 180 35 22 18 26,50

41



Version
e

Type of Hole
FLAGFRSE

Surface Treatment
RERE

catélogue-ﬁo.
e

Tolerance

I3

dq

/]

Application
ERME
add. see Page 10, 11

Coolant
PoFAE S

Cutting Speed vg
YIHEE

P
i)

0.4
0,45
0,45
0.5
0.6
0,7
0,8

1
1,25
1,5

“

===z==z==z=z=z==z A=
o (4, B, %

—k

Straight Flute,
Form B,
with Spiral Point,
4 - 5 Threads Chamfer
with Interrupted Threads

EfE , iR
4-59°5 |85 Bk L2

7R
W

b
TiICN-Coating 225K

7850
6HX

Rapid-S

Nickel Alloys <1600 N/mm?
B RIRES | iALD

ElkERI371 PM DIN 371 IVI

Ca. 25°
Right Hand Spiral,
Form C,
2 - 3 Threads Chamfer
25°ARERbER
2345|855

i @
1- i
SR

i

Tr'J
TiN-Coating %k

4890
6HX

Rsp-Spez.-S

Nickel Alloys, = 1400 N/mm?
BEMRRES , TN

<16004-41/mm2(£JHRCA8LAT) <14004-4/mm(2JHRCA4LLT)

Special Cutting Oil
527 A1 s

2 -4 m/min /%

I Iz
= 7
45 8
45 9
50 9
56 10
56 10
63 12
70 14
80 16
90 18
100 20

Special Cutting Oil

SR

2-4m/min /5

I3 da

< A2

2.8

2.8

2.8

18 3,5
20 4

21 4.5
25 6
30 6
35 8
39 10

Straight Flute,
Form D,
3,5 - 5 Threads Chamfer

BB
3.5-505185F

FoPr—i
Y
TiICN-Coating 425k
4853
BHX

D-PM

Cu-Al-Fe-Alloys
and Hardened Steels,
#BIEM 42 - 50 HRC

Cutting Qil
or Emulsion
IR

3-10 m/min XK/%

: g
s oo FlAZ
2,1 1,60
2,1 1,75
2,1 2,05
2.7 2,50
3 2,90
3.4 3,30
49 4.20
4,9 5,00
6,2 6,80
8 8,50



~EERER376 PM DIN 376 M

Version S‘WFic?ht gute, Ca. 25° Straight Flute,
S with Spiral Poit, Right Hand Spiral, Form D,
4 - 5 Threads Chamfer, Form C, 3,5 - 5 Threads Chamfer
with Interrupted Threads 2 - 3 Threads Chamfer
BiE , kinf 25 A hEiEiErRA Bt
4-543|S5F B F 4t 2-37°8|185 3.5-54°3 |85
Type of Hole oY T i 7y
FLERnE - éﬂg a % oo I_Lf
A0 U | /M

Surface Treatment ON-Caat (st N At
bl TiCN-Coating 44k TiN-Coating &%k TiCN-Coating %25k
Catalogue-No. 7 5¢
ii= 880 6890 6853
Tolerance BHX BHX BHX
YaE

ey Rapid-S Rsp-Spez.-S D-PM

fa ]
Ul
=
o ||| 91

Application Nickel Alloys < 1600 N/mm? Nickel Alloys, < 1400 N/mm? Cu-Al-Fe-Alloys,
) " %

and Hardened Steels,
#BEEHS 42 - 50 HRC

BERREeE  RLD BERIRES , FiRLh

add. see Page 10, 11 s00mt/mm2(@gHRCABIAT)  <1400437/mm2(£IHRCA4LLTR)

Coolant Special Cutting Oil Special Cutting Oil Czéﬁin Oil

AHIRRE i . or Emulsion
LA [ezz sl TN

Cutting Speed v¢ 92 _ 4 m/min 3 2 -4 m/min - in>x

e m/min /43 m/min /% 3 - 10 m/min /%

dq P h I2 [7) 0 g

R o5 2k Tk iz s B Ar

M 12 1,75 110 22 9 7 10,20

M 14 2 110 24 11 9 12,00

M 16 2 110 26 12 9 14,00

M 20 25 140 30 16 12 17,50

M 24 3 160 36 18 14,5 21,00

M 30 35 180 40 22 18 26,50

43



Version
B

Type of Hole
FLATFPSE

Surface Treatment
EHRE

Catalogue-No.
E:ch=

Tolerance
BE

H

I3

Application
SR E
add. see Page 10, 11

Coolant

Cutting Speed v
YIHEE

P
R g

M 2 0,4
2,5 0,45
3 0,5
4 0.7
5 0.8
6 1

8 1,25
0 1,5

44

Straight Flute, Straight Flute,
Form B, Form B,
with Spiral Paint, with Spiral Point,

4 - 5 Threads Chamfer 4 - 5 Threads Chamfer
=L = B, R
4-515|185% 4-515185F

W/ M

Steam Tempered St TICN-Coating 24k

7365 7365/81
BHX 6HX
Rapid-VA-G Rapid-VA-G TiCN

: [
&

Stainless Steels (V2A-Stieels);
High Temperature Stainless Steels
(V2A- and V4A-Steels) A~#5iM(304 , 316)

NlikEm371 HSSE DIN 371 lVI

Straight Flute, Straight Flute,
Form B, Form B,
with Spiral Point, with Spiral Point,

4 - 5 Threads Chamfer ~ 4 - 5 Threads Chamfer
BiE , iR =t
4-51°5|55F 4-515|85F

A Al

Steam Tempered &k TICN-Coating ££%A

7225 7225/81
BHX BHX
Rapid-V4A Rapid-V4A TiCN

([
&

Stainless Steels
with High Chromium-Nickel-Content
(VA-Steels) A5

Cutting Oil Cutting Oil
or Emulsion or Emulsion
PIERak L YIEHe R R

6-10 m/min /%

10 - 20 m/min 2k/%>

Cutting Ol Cutting Qil
or Emulsion or Emulsion
LN R Al PIEhRsR AR

6 - 10 m/min /%

10 - 20 m/min /53

i I2 13
et UBEsS i<
45 8
50 9
56 10 18
63 12 21
70 14 25
80 16 30
90 18 35
100 20 39

t ; 7
iz U 8 e
2,8 2,1 1,60
28 21 2,05
35 2.7 2550
45 34 3,30
6 49 420
6 48 5,00
8 6.2 6.80
10 8 8.50



Version
e

Type of Hole
FLAGFRSE

Surface Treatment
REHE

Catalogue-No.
ne
Tolerance
BE

E d2

o F:_ 4
Application
1& FAtA Rt
add. see Page 10, 11
Coolant
REIRRSE
Cutting Speed ve
YIHEERE
] P
R b
M 4 0,7
M 5 0,8
M 6 1
M 8 1,25
M 10 1,5
M 12 1,75
M 14 2
M 16 2
M 20 25
M 24 3
M 30 35

Straight Flute, Straight Flute,
Form B, Form B,
with Spiral Point with Spiral Point
4 - 5 Threads Chamfer 4 - 5 Threads Chamfer
=L BiE , iR
4-51°5|55F 4-515|55F
F  — y ?
AV ),
Steam Tempered &/t TiCN-Coating 425K
7375 7375/81
6HX BHX
Rapid-VA-G Rapid-VA-G TiCN

'
|

A AR

Stainless Steels (V2A-Steels);
High Temperature Stainless Steels
(V2A- and V4A-Steels) 7$550(304 , 316)

Cutting il Cutting Oil
or Emulsion or Emulsion
YIEHe 2L E LIHHEEL R
6 - 10 m/min /% 10 - 20 m/min /%

H l2 do
i UAESS LT
63 12 2,8

70 14 35

80 16 45

90 18 6
100 20 7
110 22 9
110 24 11
110 2 12
140 30 16
160 36 18
180 40 22

2HkiEN376  HSSE DIN 376 IVI

Straight Flute, Straight Flute,
Form B, Form B,
with Spiral Point with Spiral Point
4 - 5 Threads Chamfer 4 - 5 Threads Chamfer
BiE, Linf BiE , kiR
4-50 5|85 4-54°5|185
gy V ?
A m,
Steam Tempered &% TiCN-Coating #2&x
7235 7235/81
6HX 6HX
Rapid-V4A Rapid-V4A TiCN

Stainless Steels
with High Chromium-Nickel-Content
(VAA-Steels) RN

Cutting Oil Cutting Ol
or Emulsion or Emulsion
IHI B R R Il EE R 4
6 - 10 m/min#/% 10 - 20 m/min /%
]
1Lt} X FLF
2.1 3,30
2.7 420
3.4 5.00
4,9 6,80
5,5 8,50
7 10,20
g 12,00
g 14,00
12 17,50
14,5 21,00
18 26,50



BUISS

v

Version
e

Type of Hole
FLAGFPSE

Surface Treatment
EERE
Catalogue-No.
BE

Tolerance

=

i

=
I

I

£

Application
ERE
add. see Page 10, 11

Coolant

Cutting Speed vg
HIBNERE

dq P
R il

2 0.4
2,5 0,45
3 0,5
0,7
08
1

1,25
1,5

=ZEEE=E=EEEEE

—k
e o e s B Y =

AHlkeEm371 HSSE DIN 371 M

Ca. 40° Ca. 40° Ca. 40° Ca. 40°
Right Hand Spiral Right Hand Spiral, Right Hand Spiral, Right Hand Spiral,
Form C, Form C, Form C, Form C,

2 - 3 Threads Chamfer ~ 2 - 3 Threads Chamfer ~ 2 - 3 Threads Chamfer ~ 2 - 3 Threads Chamfer
A0°FEhEIRIER A0°EhEARNER A0°EhEIERER AQ°EhEARNER
2-3708185F 2-37°8185 2-318185 2-3105|85F

i 0 ! i : T
] 7 05 * 2) %/
Steam Tempered &1t TICN-Coating 425k Steam Tempered &4t TiCN-Coating 85K
4445 4445/81 4365 4365/81
6HX 6HX 6HX 6HX
Grulo-Spez.-G Grulo-Spez.-G TiCN Grulo-V4A Grulo-V4A TiCN

0
¢

f
&

Stainless Steels (V2A-Steels);
High Temperature Stainless Steels
(V2A- und V4A-Steels) A<§5#M(304 , 316)

I2
UAESS

Cutting Oil
or Emulsion
PRI Hek AL LR
6 - 10 m/min %/%
H
=SS
45 6
50 6
56 7
63 8
70 10
80 12
90 15
100 18

Cutting Oil

or Emulsion
P e iR A

10 - 20 m/min ¥/4%

I3
<

10
12
18
21
25
30
35
39

0
¢

Stainless Steels
with High Chromium-Nickel-Content
(VA-Steels) F<$E5M

Cutting Oil
or Emulsion
YIHHEk AL
6 - 10 m/min /%
d2 8]
= Pt
28 2.1
28 2.1
35 2.7
45 3,4
6 49
6 49
8 6,2
10 8

Cutting Oil

or Emulsion
EIRRELR

10 - 20 m/min k/4%

& ae

1,60
2,05
2,50
3,30
420
5,00
6,80
8,50



Version
b bR

Type of Hole
FLAYFRE

Surface Treatment
FERE

Catalogue-No.
e

Tolerance

BE

i

o ]
Application
ERME
add. see Page 10, 11
Coolant
SERRE
Cutting Speed v
TIHEE
dq P
R agica]
M 4 07
M 5 0.8
M 6 1
M 8 1,25
M 10 15
M 12 1,75
M 14 2
M 16 2
M 20 25
M 24 3
M 30 35

salikEin37e HSSE DIN 376 M

Ca. 40° Ca. 40° Ca. 40° Ca. 40°
Right Hand Spiral, Right Hand Spiral, Right Hand Spiral, Right Hand Spiral,
Form C, Form C, Form C, Form C,
2 - 3 Threads Chamfer ~ 2 - 3 Threads Chamfer 2 - 3 Threads Chamfer ~ 2 - 3 Threads Chamfer
40" hERER 40° A HEIRNER 40°BhEIRER 40°EhEiRhER
2-315185F 2-395|185F 2315187 2-315|185
T H a0 i i o i
; i = i 7z i
) 72 A 7 % )
Steam Tempered &4t TICN-Coating 425k Steam Tempered &t TICN-Coating 425K
8445 6445/81 6365 B6365/81
6HX 6HX 6HX 6HX
Grulo-Spez.-G Grulo-Spez.-G TiCN Grulo-V4A Grulo-V4A TiCN

Stainless Steels (V2A-Steels);
High Temperature Stainless Steels
(V2A- and V4A-Steels) A<8#E50(304 , 316)

Cutting Oil Cutting Oil
or Emulsion or Emulsion
tIHEIHe A PEHak2L ik

6 -10 m/min /% 10 - 20 m/min #/%

U I2 d2
2K RS R
63 8 28
70 10 35
80 12 45
90 15 6
100 18 7
110 18 9
110 20 11
110 20 12
140 25 16
160 30 18
180 35 22

Stainless Steels
with High Chromium-Nickel-Content

(VA-Stegls) A58
Cutting Oil Cutting Oil
or Emulsion or Emulsion
YIHHe 2R PIEREk L

6 - 10 m/min /%> 10 - 20 m/min /%

O g .

Pufs & Az
3 | 3,30

2,7 420

34 5,00

49 6,80

55 8,50

7 10,20

9 12,00

9 14,00
12 17,50
14,5 21,00
18 26,50

47



Version
e

Type of Hole
FLARhE

Surface Treatment
FEAE
Catalogue-No.
BS

Tolerance
R

Application
&R

add. see Page 10, 11
Coolant

Cutting Speed v¢
PIEhEE

dq P
R oFie
M 2 0,4
M 25 0,45
M 3 05
M 35 0,6
M 4 0,7
M 5 0,8
M 6 1
M 7 1
M 8 1,25
M 10 15

48

Straight Flute,
Form C,

2 - 3 Threads
Chamfer

BiE
2375|185

e |
01 O

Nitrided &4k

4058

6HX

f
&

Grey Cast Iron
KRB

Cutting Oil
7=l

10 - 20 m/min 3K/53

U
£
45
50
56
56
63
70
80
80
a0
100

olikEm371 HSSE DIN 371 M

Straight Flute, StfgLGm Igute, Straight Flute,
Form C, Tl FormE,
2 - 3 Threads 2- 3 Thveads Dhamien 4 5. 2 Threads Chamfer
Chamfer internal Cooling
BfE =t B
2-31519F L5-2951S5%

TIAIN-Coating #safLEk  TiAIN-Coating SRR

2-31°5| S5 WilfL

TiAIN-Coating & B1LER

4358 B4358 4369
6HX BHX 6HX
C-GG TM C-GGT™M E-GG T™M
with KA
2N
Grey Cast Iron; Nodular Cast Iron;
Malleable Cast Iron; Vermicular Cast Iron
IRIBEEEL RN EEEL BREBEEEL IRREEEL
Dry, Air or Emulsion
TR SeaF R
20 - 50 m/min  >K/53

Ip I3 d2 0 g
< I 1w tj=:] 4 M}L&

8 2.8 2,1 1,60

9 2.8 2.1 2,05
10 18 35 2.7 2,50
10 20 4 3 2,90
12 21 45 3.4 3.30
14 25 6 49 4,20
16 30 6 49 5,00
16 30 7 55 6,00
18 35 8 6.2 6,80
20 39 10 8 8,50



Version
e
Type of Hole
FLAGFNE
Surface Treatment
FEERE
Catalogue-No.
Bs
Tolerance
BE

4 [

&

of e
Application
B
add. see Page 10, 11
Coolant
TP
Cutting Speed v¢
IHIEE
dq P
R ZHiE
M 4 07
M 5 08
M 6 1
M 8 1,25
M 10 15
M 12 1,75
M 14 2
M 16 2
M 18 25
M 20 25
M 22 25
M 24 3
M 30 35

Straight Flute,
Form C,
2 - 3 Threads Chamfer

BfE
2345|1857

m, Z
Nitrided 4k
6008

BHX

C-GG

Grey Cast Iron
KRBk

Cutting Qil
g
10 - 20 m/min /4>

i I2
T URESS
63 12
70 14
80 16
9 18
100 20
110 22
110 24
110 26
125 30
140 30
140 30
160 36
180 40

~EkEH376 HSSE DIN 376 M

Straight Flute,
Form C,
2 - 3 Threads Chamfer

BfE
2-375|185F

B

m

TiAIN-Coating ZE{Lsk

6308

6HX

C-GG TM

Straight Flute,
Form C,

2- 3 Threads Chamfer,
KA = Axial Internal Cooling
BiE
2-31° 5|85, Wil

——

A 2

TIAIN-Coating ZE$EHEL
B6308
BHX

C-GG TM
with KA

. . o

Grey Cast Iron; Nodular Cast Iron;
Malleable Cast Iron, Vermicular Cast Iron

IkBEEk GEIKTEEx BRI kiR

Dry, Air
or Emulsion
F=H ST

20 - 50 m/min  3k/43

e e & e
28 2.1 3,30
35 27 4,20
45 34 5,00
6 49 6,80
7 5,5 8,50
9 7 10,20

11 9 12,00

12 9 14,00

14 11 15,50

16 12 17,50

18 14,5 19,50

18 14,5 21,00

22 18 26,50

49



n < - Machine Ta

s
Metric ISO giandard Thread DIN 13 48 iF FasfBERLE

AikiEm371 HSSE DIN 371

Rapid-Al Rapid-Al a. Z.

t P h l2 I3 2 8] _
RY oFER =i i < Wi Pt 4%5“[&
M 2 04 45 8 28 2.1 1,60
M 25 0,45 50 9 28 2.1 2,05
M 3 05 56 10 18 35 07 2,50
M 35 06 56 10 20 4 3 2,90
M 4 07 63 12 21 45 34 3.30
M 5 08 70 14 25 6 49 420
M 6 1 80 16 30 6 49 5,00
M 8 1,25 90 18 35 8 62 6,80
M 10 15 100 20 39 10 8 8,50

80



n : _ Machine Taps

Metric 1SO Standard Thread DIN 13 48 4@ WaS*AkmLE

wEksEm37e HSSE DIN 376

Rapid-Al

;_;-;-}____{-,-____----;

dy s h 2 a2 0 7
R% e 2K VAL-S iz ] _%_?L&
M 6 1 80 16 45 34 5,00

M 8 1,25 90 18 6 49 6,80

M 10 1,5 100 20 7 55 8,50

M 12 1,75 110 22 g 7 10,20

M 14 2 110 24 11 8 12,00

M 16 2 110 26 12 9 14,00

M 18 25 125 30 14 11 15,50

M 20 25 140 30 16 12 17,50

51



Machine Ta

S
Metric I1SO Is]tantlarcl Thread DIN 13 48 @ W& &t RSN

A#ikEm371 HSSE DIN 371

Grulo-Alu

ty P h I2 I3 d2 8]
R FiE £ LS o wE M
M 2 0.4 45 6 10 28 2,1
M 25 045 50 6 12 28 2,1
M 3 05 56 7 18 35 27
M 35 06 56 ii 20 4 3

M 4 0.7 63 8 21 45 3.4
M5 08 70 10 25 6 49
M 6 1 80 12 30 6 49
m 7 1 80 12 30 7 55
M 8 1,25 90 15 35 8 6.2
M 10 15 100 18 39 10 8

&2



l] - Machine Ta

s
Metric ISO gtandard Thread DIN 13 4 46 He S ABmLE

pElkEm376 HSSE DIN 376

Grulo-Alu

moe—

h

‘3.—?-— - .':.|'-""f' "".“.'TI'?""?'-—-— f=——== 1:"

,

I i " o v

FiE &k nE e s 5 3z
i 80 12 4,5 34 5,00
8 1.4 90 15 6 49 6,80
M 10 1,5 100 18 7 55 8,50
M 12 1,75 110 18 9 7 10,20
M 14 2 110 20 11 9 12,00
M 16 2 110 20 12 9 14,00
M 20 2,5 140 25 16 12 17,50

53



' '] <~ Machine Ta

S
Metric ISO gtandard Thread DIN 13 $HasER%Enyss

likER371  HSSE DIN 371

Rapid-Alutop Rapid-Alutop
with KR

dq P Ih Iz I3 dp 0 '

R~ oFiE e THE g3 w2 =] 0 FE
M 2 04 45 8 28 2.1 1,60

M 25 0,45 50 9 28 21 2,05

M 3 05 56 10 18 35 27 2,50

M 4 07 63 12 21 45 34 3,30

M 5 0,8 70 14 25 6 49 4,20

M 6 1 80 16 30 6 49 5,00

M 8 1,25 90 18 35 8 6.2 6,80

M 10 15 100 20 39 10 8 8,50

54



“ L~ Machine Taps

Standard Thread DIN 13 #E&&ERtRL®E

EIkEm376e HSSE DIN 376

Rapid-Alutop Rapid-Alutop

h I2 dy 0 g o
2K DILS e =] o AR

80 16 45 3.4 5,00
90 18 6 49 6,80

M 10 15 100 20 7 55 8,50

M 12 1,75 110 22 9 7 10,20

M 14 2 110 24 11 9 12,00

M 16 2 10 26 12 9 14,00

M 18 25 125 30 14 11 15,50

M 20 25 140 30 16 12 17,50

85



Type of Hole
FLAGFPE

Surface Treatment

REAE

Catalogue-No.
e

Tolerance

Application
EFME

add. see Page 10, 11
Coolant
Cutting Speed vg
YIHERE

dq P
RY ik
M 1,7) 0,35
M 2 0.4
M 25 0,45
(M 2.6) 0,45
M 3 05
M 35 0,6
M 4 07
M 5 038
M 6 1
M 8 125
M 10 15

AElfEm371  HSSE DIN 371 M

Ca. 40° o Ca. 40° Ca. 40°
Right Hand Spiral, Crme, Right Hand Spiral, B 10 s
Form C, 2 ;(g T_“f:xa_gflfﬂhm;fﬂ Form E, 1,5 - 2 Threads Charmfer,
2 -3 Threads Chamfer “guawend 452 Thieads Chamfer ¥ = nena
A0°EhEERNER A0 EREEER A0"GHERIER A0°AHEEIER
2-315|185F 2-315195F |, Wil 1.5-2905/F 1.5- 29085 , FiH7L

.' H |i 1/ // 1 _,/,’-_- %II/

DLC-Coating £RIA DLC-Coating £IA DLC-Coating ¢Ri& DLC-Coating ¢RIA

4350 B4350 4351 B4351
IS0 2-6H 1SO 2-6H IS0 2-6H 1SO 2-6H
Grulo-Alutop Grulo-Alutop Grulo-Alutop Grulo-Alutop

with KA with KA

) )
¢ &

. ~ P te a0 (R

- .

Aluminium Alloys, Copper Alloys
aifs | 4, EeE BESE | BESE BEeSe

Cutting Oil or Emulsion

YIRImEFLRE
20 - 50 m/min K/53
4 I2 I3 dz l g
2K UAE S 5 aTES Ut):] 1L AE
40 8 25 2,1 1,35
45 6 10 2.8 2.1 1,60
50 6 12 28 2,1 2,05
50 6 12 2.8 2,1 2,15
56 7 18 35 27 2,50
56 7 20 4 3 2,90
63 8 21 45 34 3,30
70 10 25 6 49 4,20
80 12 30 6 49 5,00
90 15 35 8 6,2 6,80
100 18 a9 10 8 8,50

() DIN Profile not IS0 (& /a@EAlR IFEGRE



Version
e

Type of Hole
FLAOTRE

Surface Treatment

Catalogue-No.
Eih=

Tolerance

Application
EEE
add. see Page 10, 11

Coolant

Cutting Speed v
tIHNRE

dq P
RY il
M 6 1

M 8 1,25
M 10 15
M 12 1,75
M 14 2

M 16 2

M 18 2,5
M 20 25

wlEkEm37e HSSE DIN 376 IVI

Ca. 40° e Ca. 40°
Right Hand Spiral, Rl et sl Right Hand Spiral,
Form G, 2 - 3 Threads Chamfer, Form E,
2 - 3 Threads Chamfer KA = Axial Internal Cooling 1,5 - 2 Threads Chamfer
A0° S hEsRTER A0°EHERIER A0SR
2-31 5|85 2-31°5|S5F,RiHAL 1.5- 293185
M 0 7Y v 7
Il/ /' 1/ /i / / / !
%/ ﬁl/ . 7 )
DLC-Coating £RI& DLC-Coating £RIG DLC-Coating £RIF
6350 B6350 6351
IS0 2-6H IS0 2-6H ISO 2-6H
Grulo-Alutop Grulo-Alutop Grulo-Alutop
with KA
i
2.
Aluminium Alloys, Copper Alloys
4its | Wi, HEE BHAR | BEAS BHee
Cutting Oil or Emulsion
TIEREEL R
20 - 50 m/min /%3
h I2 da 0 g
K UALSS R Ly L A
80 12 45 34 5,00
90 15 6 49 6.80
100 18 7 55 8,50
110 18 9 7 10,20
110 20 11 9 12,00
110 20 12 9 14,00
125 25 14 11 15,50
140 25 16 12 17,50



n < - Machine Taps

Metric 1SO Standard Threads DIN 13 s8&& Myt

~HlkEM371  HSSE DIN 371

C-Ms C-Ms C-Ms

-0

S

=

d P h b I3 d2 o 7
R= FiE 2K VAL i< w2 T _4%_}[&
M 2 04 45 8 2.8 2,1 1,60
M 25 0,45 50 9 28 2.1 2,05
M 3 0,5 56 10 18 35 2.7 2,50
M 35 06 56 10 20 4 3 2,90
M 4 07 63 12 21 45 34 3,30
M 5 08 70 14 25 6 49 420
M 6 1 80 16 30 6 49 5,00
M 8 1,25 90 18 35 8 6.2 6,80
M 10 15 100 20 39 10 8 8,50

58



Version
e

Type of Hole
FLAYRRE

Surface Treatment
RERE
Catalogue-No.
nE

Tolerance
FEE

Iy

I3

e

Application
IERAE

add. see Page 10, 11
Coolant
Cutting Speed v
YIHIERE

dq P
RY il
M 3 05
M 4 07
M 5 08
M 6 1

M 8 1,25
M 10 1,5
M 12 1,75
M 16 2

M 20 2.5

Straight Flute,
Form C,
2 - 3 Threads Chamfer,
with Interrupted Threads
BiE
2-3405|S5F Bk

e :
a1 a7

Nitrided &t

4056
6HX

C-Bak

Thermosetting Plastics and
Fibre Reinforced Plastics

Dry, Air
FH . Si&

10 - 15 m/min /%

4 Iz
2K UEES
56 10
63 12
70 14
80 16
90 18
100 20
110 22
110 26
140 30

~ElRER371/376 HSSE DIN 371/376 M

Straight Flute, Straight Flute,
Form C, Form C,
2 - 3 Threads Chamfer, 2 - 3 Threads Chamfer,
with Interrupted Threads with Interrupted Threads
. HE =1 |
2-315 |85 BkoF 2-375 |85 BT

o 4/ . |
) | ,

Steam Tempered St

Steam Tempered St

4880 6880
BHX 6HX
C-VA-S-Ti C-VA-S-Ti

Titanium Alloys

nes
Special Cutting Oil
RAYIEH
4 -6 m/min #/49
I3 dg 0 g
EiaN LS Puss L A=
18 35 27 2,50
21 45 34 3,30
25 6 49 4,20
30 6 49 5,00
35 8 62 6,80
39 10 8 8,50
9 7 10,20
12 9 14,00
16 12 17,50



B‘?SS

Version Form C, e Form C, Form D, Form C,
e 2-3 Threads Chamfer, fomMs  2-3 Threads Chamfer, 3,5-5 Threads Chamfer, 2-3 Threads Chamfer,
from M 5 with O Futes, from M 5 fromM 5 from M 5
with Oil Flutes e with Oil Flutes with Oil Flutes with Oil Flutes
2-315|55F 2-39°5|8FHE 2-315|55%F 3.5-595|8%F 2-31 8|55
MSLLESIHS M5LL BB G M5LAEBiEE MSLLEEIHS MSLAEBiHE
Type of Hole r : = ==
i T Zﬁﬂg 7 : R : T Z iﬂ‘g
70 2 U7 @ Y Y 0l 72
;;;éﬂm‘ TiN-Coating &%  TiN-Coating #44  TiN-Coating %%  TiN-Coating #sk  TiN-Coating ek
Fﬂal?"’ﬂ"e'““- 4060/80 B4060/80 4061/80 4063/80 4076/80
el
Tolerance BHX BHX 6GX BHX BHX
R -
i Formex TiN Formex TiN Formex TiN Formex TiN Formex TiN

M with KA
lile M ¢

= i
T ] .l [ : ;
o | g | g %
! : :
- N
Appllca!lon Unalloyed Steels;
ﬁc?g?%ge o Tensile Strength < 800 N/mm
' i SN, FiHD < 8004/ mm? ( £4HRC22)
Coolani
?%;ﬂﬁ:ﬁ Cutting Oil or Emulsion
- PIRIEEFLE
I L
tq P lq I2 I3 d2 (]
R ZFiE 2K UBES M (=S 8]
M 3 05 56 10 18 35 2,7
M 4 0.7 63 12 21 45 34
M 5 08 70 14 25 6 49
M 6 1 80 16 30 6 49
M 8 1,25 90 18 35 8 6.2
M 10 15 100 20 39 10 8

* The recommended core hole diameters are for reference purpose only.  EIVAGFB(Wite=

AhlkEM371 HSSE / PM DIN 371 M

Unalloyed and Alloyed
Steels = 1200 N/mm?
§944 < HRC38

Cutting Oil
P

20 - 30 m/min K&/

JET
2,80
3,70
4,85
5,55
7,40
9,30



B JSS

ANEkEM371 HSSE/ PM DIN 371 M

Version FormE, Form F, Form C, Form E, Form C,
5B 1,5-2 Threads Chamfer, 1-1,5 Threads Chamfer,  2-3 Threads Chamfer, 1,5-2 Threads Chamfer, 2-3 Threads Chamfer,
from M 5 fromM 5 from M 5 fromM 5 fromM 5
with Qil Flutes with Oil Flutes with Oil Flutes with Oil Flutes with Oil Flutes
1.5-29°5| 85 1-1.595|18%F 2-31 8|85 1.5-21°5|85%F 2-315|185%F
M5 S MSLELEBSE MSLLEEHE  MSLLEFRHE MS5LLES S
Type of Hole = = 77 s 0%
RaiE om0
A1 s A1 00 ) 9l 24 91 G
'f%glgé“"““‘ TiN-Coating B85k TiN-Coating sk TiCN-Coating %%k TICN-Coating %6k CrN-Coating Sifts5
%agl"ﬂ"e'""- 4065/80 4067/80 4069/81 4072/81 4064
Tolerance 6HX 6HX 6HX BHX 6HX
B Formex TiN Formex TiN Formex TiCN Formex TiCN Formex Cri

4@:‘1_ N
Lile &
) o + h :
o
1 b 3 ."
Application Unalloyed and Alloyed Steels; Stainless Steels Aluminium Alloys,
BN Tensile Strength = 1200 N/mm? (V2A- and V4A-Steels) Copper Alloys
add. see Page 10, 11 et - 120044/mm? (4IHRC38) TN mas , Fae
Coolant Cutting Oil Cutting Oil Cutting Oil
EEFhsE or Emulsion or Emulsion or Emulsion
PEHRER P EIHHERILE PIHREZACE
Cutting Speed v 20 - 30 m/min 10 - 20 m/min %/%> 30 - 40 m/min /4>
e I Jmin /%) m/min 3K/45
dq P Ul I2 I3 d2 0 g *
Rt e ESS DTS il T o & 715
M 3 05 56 10 18 35 2.7 2,80
M 4 0,7 63 12 21 45 34 3,70
M 5 08 70 14 25 6 49 465
M 6 1 80 16 30 6 49 5,55
M 8 125 9% 18 35 8 6.2 7,40
M 10 15 100 20 39 10 8 9,30

* The recommended core hole diameters are for reference purpose only. ESVRIFLRRitsE



B JSS

Version
e

Type of Hole
FLAGRNSE

‘Surface Treatment
Catalogue-No.
Eidi=

Tolerance

BE

gy

Iz

Application
EFAME
add. see Page 10, 11

Coolant
IREDRRE

Cutting Speed v
PIEEE

dq P

R il
M 12 1,75

M 16 2
M 20 2,5

(@)
Mo

Form C,
2 - 3 Threads Chamfer,
with Oil Flutes

2313195
=P

7i
]
| L

AN

TiN-Coating %k
6060/80
6HX

Formex TiN

LHKEERI376

Form C,
2 - 3 Threads Chamfer,
with Qil Flutes,

KA = Axial Internal Cooling

23731557
B , P

TiN-Coating 2%k

B6060/80

BHX

Formex TiN
with KA

B de .00 08

Unalloyed Steels;

Tensile Strength < 800 N/mm?
JEESW , AL <80041H/mm? (£9HRC22)

Cutting Oil
or Emulsion

YRR AR
20 - 30 m/min  3K/4>

b I2
2K UAES
110 22
110 26
140 30

* The recommended core hole diameters are for reference purpose only.

HSSE DIN 376 M

Form C,
2 - 3 Threads Chamfer,
with Oil Flutes

2-31M5155
aHa

CrN-Coating &ft#&

6064

BHX

Formex CrN

i
UV

Aluminium Alloys,
Copper Alloys

Hee  H5s
Cutting Qil
or Emulsion
YIEIH SRR

30 - 40 m/min X/7>

d2 o g =
=2 =] b FLEE
9 7 11,20
12 9 15,10
16 12 18,90
HINAFLR S E



NalkEm371/376 HSSE DIN 371/376 IVI

Version Straight Flute Straight Flute Straight Flute,
e Form B, Form B, Form B,
4 - 5 Threads Chamfer, 4 - 5 Threads Chamfer, 4 - 5 Threads Chamfer,
MKS and Dry MKS with KR = Radial Internal Cooling MKS and Dry
BiE =15 BiE
4-50 5|85 4-57 8|85 |, NIHFL 4-54°5|55
Type of Hole
FLAYFRE — - o
W, o0 A0
3“%?“’ Treatment  TiAN-Coating smsairst TIAIN-Coating  SEéB#K4k TIAIN-Coating SsB#L4k
Catalogue-No.
Ae 7270 B7270 7271
pru B 6 6
e Rapid TM Rapid TM Rapid TM
with KR
q
1ile
o =
of
| M
Application and Cutting Speed in Dry Cutting / MKS  iER#AEl0 tIEEE
Dry Cutting / MKS: Dry F=UiDHEERE MKS mRESHAIHIIERE
For further details Unalloyed Steels; Tensile Strength < 1000 N/mm?

refer to Page 158 FEESLIN=<100044f/mm? (4HRC32) Vo= 10-20 m/min K/53 v, = 20 - 50 m/min 3k/53

TR/MHENLAESE  Nodular- and Malleable Cast Iron BREBEEEE v =15 - 30 m/min #/%

HR1581 add. see Page 10, 11
HEBEEESE10, 11

v, = 20 - 50 m/min /4>

dq P i 7] I3 d2 o g
Rt i 2K T i R PO Lh R
M 3 0,5 56 10 18 35 2.7 2,50
M 4 0,7 63 12 21 45 3.4 3,30
M 5 0.8 70 14 25 6 49 4,20
M 6 1 80 16 30 6 49 5,00
M 8 1,25 90 18 35 8 6,2 6,80
M 10 1-h 100 20 39 10 8 8,50
M 12 15 110 22 9 7 10,20
M 16 2 110 26 12 9 14,00



AEREm371/376 HSSE DIN 371/376 M

Version Ca. 40° - Ca.40° - Ca.40°
58 Right Hand Spiral, Right Hand Spiral, Right Hand Spiral,
Form C, Form C, Form C,
2 - 3 Threads Chamfer, 2 - 3 Threads Chamfer, 2 - 3 Threads Chamfer,
MKS and Dry MKS with KA = Axial Internal Cooling MKS and Dry
A0°HTEENER A0 HEIBIER 40° G hEsEhERS
2-341°5|85F 2-315 |85, NidfL 2-31°5|85F
T'Ile of Hole 7 o T : 7 / o
FLoRE %ﬂ% | ?/'EV ; i
) . % )
%"gg’“‘““"’ TIAIN-Coating 4Btk TIAIN-Coating #iE#KEk TIAIN-Coating 884tk
Catalogue-No. 434 AR
A=) 1340 B4340 6340
Tolerance BHX BHX BHX
BE
Y Grulo TM Grulo TM Grulo TM
MM with KA

0

g

o

= )
o -
| 3. ..o
Application and Cutting Speed in Dry Cutting / MKS ;EB#RF0T04EEE
Dry Cutting / MKS: DryF=CtalEE MKS mEzSEAITIEIERE

; Unalloyed Steels; Tensile Strength < 1000 N/mny? . _ A
Tofor to Page 188 FERM=1000:Eymme (9HRC32) V= 10-20mmin/sy v, = 20-S0mimin /5>

FTH/MRESAESE  Nodular- and Malleable Cast ron BREBEESX v = 15 - 30 m/mink/4> v, = 20 - 50 m/min 3k/4>

ER158 add. see Page 10, 11
#RIESEERE10. 11

dq P 4 Iz I3 da 0 g
R oFiE ESS ApS ;i i Pufy {b- AU
M 3 0,5 56 7 18 3,5 2,7 2,50
M4 07 63 8 21 45 34 3,30
M 5 08 70 10 25 6 49 4,20
M 6 1 80 12 30 6 49 5,00
M 8 1,25 20 15 35 8 6,2 6,80
M 10 15 100 18 39 10 8 8,50
M 12 1,76 110 18 9 7 10,20
M 16 2 110 20 12 9 14,00
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~HE371/376 HSSE DIN 371/376 M

Version Straight Flute, Straight Flute, Straight Flute,
e Form C, Form C, Form C,
2 - 3 Threads Chamfer, 2 - 3 Threads Chamfer, 2 - 3 Threads Chamfer,
MKS and Dry MKS with KA = Axial Internal Cooling MKS and Dry
=1 BfE Big
2-31 5|85 2-315|S5F , IilL 2-3705|8F
Type of Hole @I 5 ; i
FLAGFPE ¥ o ! oy : -
) U7 E W, ) U
%% Treatment  TiAIN-Coating gsaqvsk TIAIN-Coating ssakst TIAIN-Coating &y sk
Catalogue-No.
e 4358 B4358 6308
Tolerance BHX BHX BHX
BE
C-GG TM C-GG ™ C-GG ™
MMM with KA
_TDI L
Jile
A
i A _:_ il
| 2B
Application and Cutting Speed in Dry Cutting / MKS iERI0 t4EE
Dry Cutting / MKS: Dry F=CHDHIERRE MKS BREZSEPASLIHIERE
: Grey-, Nodular- and Malleable Cast Iron ; ;
For further details ' v,=15 - 30 m/min 3K/% v, = 20 - 50 m/min /%>
refer to Page 158 IR AR RSBk
%*t/ﬂsﬁsﬁiti%ﬂﬁﬁ%
1
Sras add. see Page 10, 11
EhESEERE10, 11
dq P I I2 I3 d2 O @ ;
RY FiE 2K I ik i Pug en-FlE
M 3 05 56 10 18 35 27 2,50
M 4 0.7 63 12 21 45 3.4 3,30
M 5 08 70 14 25 6 49 4,20
M 6 1 80 16 30 6 49 5,00
M 8 1,25 90 18 35 8 6.2 6.80
M 10 1,5 100 20 39 10 8 8,50
M 12 1,75 110 22 9 7 10,20
M 16 2 110 26 12 9 14,00



Version
B

Type of Hole
FLAGFRSE

Surface Treatment
REHE

Catalogue-No.
Eich=y
Tolerance
E

s DI
S
o T
P
L |
Application
B
add. see Page 10, 11
Coolant
Cutting Speed v
CIHEE
d1 p
RY 7k
M 1 025
M 1,1 025
M 12 0,25
M 1.4 03
M 16 0,35
M 1,7) 0,35
M 18 0,35
M 2 04
M 22 0,45
M 2.3) 04
M 25 0,45
(M 2.6) 0,45
M 3 05
M 35 06

66

alik@Em371 . HSSE DIN 371 M

Straight Flute, Straight Flute, Straight Flute, Straight Flute
Form A, Form C, Form C, Form C,
5 -6 Threads Chamfer 2 - 3 Threads Chamfer 2 - 3 Threads Chamfer 2 - 3 Threads Chamfer,
Left Hand Version
BiE BiE BiE =1
5-61° 51857 2-315|185F 2-3151857F 2-315|85% |, Alie
.
87] 87] 87 87
4050 4052 4062 4052/ H Left
ISO 2-6H ISO 2-6H IS0 3-6G ISO 2-6H-LH
C 6 C-LH

I1

40
40
40
40
40
40
40
45
45
45
50
50
56
56

I I3 do 1
2K 7K M HE U8
55 25 21
55 25 21
55 950 0
7 25 21
8 25 21
8 25 21
8 25 21
8 28 21
9 28 21
9 28 21
9 28 21
9 28 21
10 18 35 27
10 20 4 3

Unalloyed Steels;
Tensile Strength = 800 N/mm?

S8 , Fihrh <8004 /mm? (JHRC22)

Cutting Oil or Emulsion
HEH skZL

15 - 20 m/min k/4>

g d P I 2
o Ry gl

0,75 M 4 0,7 63 12
0,85 M 45 0,75 70 14
0,95 M 5 08 70 14
1,10 M 6 1 80 16
1,25 M 7 1 80 16
1,35 M 8 1,25 80 18
1,45 M 9 1,25 90 18
1,60 M 10 1.5 100 20
1,75

1,90

2,05

2,15

2,50

2,90 () DIN Profile not 180  (ffEailizit . JFERTRE

I3 do 0 g
2K K @K /i mEA %

21 45 34 330
25 6 49 370
25 6 49 420
30 6 49 500
30 7 55 6,00
35 8 62 680
35 9 7 7,80
39 10 8 8,50



~ElEEm37e HSSE DIN 376 M

Version Straight Flute, Straight Flute, Straight Flute, Straight Flute,
B Form A, Form C, Form C, Form C,

5 - 6 Threads Chamfer 2 - 3 Threads Chamfer ~ 2 - 3 Threads Chamfer ~ 2 - 3 Threads Chamfer,

Left Hand Version
B B BiE BiE
5-615|185 2-315 |85 2-315|85 2-340 5|85 |, EhEe
Type of Hole T Y T
ALk n é/'ﬂf
e e eSS % R
Surface Treatment
%ﬁﬁ% 827 B7] B=7] B7]
Catalogue-No. 6000 6002 6002 6002/LH Left
ne
Tolerance IS0 2-6H IS0 2-6H IS0 3-6G SO 2-6H-LH
EE
e A c c C-LH
oy
4
L | g2
= :
= _:_ 4 3
Application Unalloyed Steels;
Bt E Tensile Strength < 800 N/mm?
add. see Page 10, 11 LSS , FikrH<8004H/mm? (IHRC22)
Coolant
PEFATHES Cutting Oil or Emulsion
PIHH sk2litis

Cutting Speed v 15 - 20 m/min /43
g it
aq B I lo do 0 g dy P l4 Io dp (] g
R FiE 2K DK WE D8 & Ry 5 2K 7K @R WA &
M 3 0,5 56 10 22 250 M 20 25 140 30 16 12 17,50
M 35 0.6 56 11 25 2.1 280 M22 25 140 30 18 145 19,50
M 4 0,7 63 12 28 21 330 M24 3 160 36 18 145 21,00
M 5 08 70 14 35 27 420 M27 3 160 36 20 16 24,00
M 6 1 80 16 45 34 500 M30 35 180 40 22 18 26,50
M 7 1 80 16 5.5 4.3 6,00 M 33 3.5 180 40 25 20 29,50
M 8 il 90 18 5] 49 6,80 M 36 4 200 45 28 22 32,00
M 9 1,25 0 18 7 55 780 M 39 4 200 45 3 24 35,00
M 10 15 100 20 7 55 850 M 42 45 200 50 3 24 37,50
M 11 15 100 20 8 6.2 950 M45 45 220 50 36 29 40,50
M 12 1,75 1Mo 22 9 7 1020 M 48 5 250 56 36 29 43,00
M 14 2 1o 24 11 9 1200 M52 5 250 56 40 32 47,00
M 16 2 10 26 12 9 14,00
M 18 2.5 125 30 14 " 15,50

67



B SS

~EEN371/376  HSSE DIN 371/376 M

Version Ca. 15° Ca. 15°
e Right Hand Spiral, Right Hand Spiral,
Form C, Form C,
2 - 3 Threads Chamfer 2 - 3 Threads Chamfer
15°AhEsEhER 15°ANERhER
2315|185 2-315185F
Type of Hole . T
i 7l
FLARPZE ! 7=
%/
Surface Treatment
=EaE B B7]
Catalogue-No. 4230 6030
B
Tolerance
B ISO 2-6H ISO 2-6H
s Rsp Rsp

h

m
iy d1

Application Unalloyed Steels:

B Tensile Strength < 800 N/mm?

add. see Page 10, 11 RS, D <8004 /mm? (KJHRC22)

Coolant Cutting Oil or Emulsion

REDRER LM SRR

Cutting Speed vg 10-20 m/min K

: - min  K/%

YR

d P I | I d 0 d4 P I | d 8]

Ry o588 2k7k#kme mg 8 Ry 76 ok 7k we ma &

M 3 05 56 10 18 35 27 250 M 6 1 80 16 45 3.4 5,00

M 35 0,6 56 10 20 4 3 2,90 M 8 1,25 90 18 6 49 6,80

M 4 0,7 63 12 21 45 34 330 M 10 1,5 100 20 7 55 8,50

M 5 0.8 70 14 25 6 49 420 M 12 1,75 110 22 9 i 10,20

M 6 1 80 16 30 6 49 500 M 14 2 110 24 11 9 12,00

M 7 1 80 16 30 7 55 6,00 M 16 2 110 26 12 9 14,00

M 8 1,25 90 18 35 8 6.2 6,80 M 18 295 125 30 14 15 15,50

M 9 125 90 18 35 9 T 7,80 M 20 25 140 30 16 1 17,50

M 10 15 100 20 39 10 8 7,80 M 22 2.5 140 30 18 14,5 19,50
M 24 3 160 36 18 14,5 21,00
M 27 3 160 36 20 16 24,00
M 30 3.5 180 40 22 18 26,50

() DIN Profile not IS0 (¢kf@#ligit , JEEERIRE
68



n K Machine Taps with extra long Shanks

Metric 1SO Standard Thread DIN 13  fnic#l A4k (@MI71 2K M2651K)

AFHERBOOSHIBAESF/EM371  HSSE Boss specs. = DIN 371

Rapid Grulo C-GG

69



B SS

Version
e

Type of Hole
FLAGFhE

Surface Treatment
RERE

Catalogue-No.
B

Tolerance
BE

(Bl
|| &
|
of
Application
B
add. see Page 10, 11
Coolant
RN
Cutting Speed v
YIHIRRE
dq P
R il
M 8 1,25
M 10 15
M 12 1,75
M 14 2
M 16 2

70

NEIERBOOSHSEEETF@M376 HSSE Boss specs. = DIN 376 IVI

Straight Flute,
Form B,
with Spiral Point,
4 - 5 Threads Chamfer,
Total Length =2 x DIN 376

BiE, iR
4-515| S5 , DIN376U2(EHKE

W,

B7]
6071

ISO 2-6H

Rapid

Ca. 40°
Right Hand Spiral,
Form C,
2 - 3 Threads Chamfer,
Total Length =2 x DIN 376
40°lEsZER
2-348|55 , DIN376RI2{SRE

B7]

6130

ISO 2-6H

Grulo

Unalloyed Steels;
Tensile Strength =800 N/mm?
JEE S <8004 Hl/mm? (£JHRC22)

E3S

180
200
220
220
220

Cutting 0Oil
or Emulsion
tIE MR

10 - 20 m/min /43

I2 dg
UAESS 2
18 6
20 7
22 ]
24 1
26 12

Mty

4.9
5,9

Straight Flute,
Form C,
2 - 3 Threads Chamfer
Total Length =2 x DIN 376

=t
2-39°5(85F , DIN376H92{FH<E

Nitrided &4k
6108
6HX

C-GG

Grey Cast Iron
=iz

Cutting Ol
HHH

10 - 20 m/min #/%>



k352 HSS DIN 352 M

Va’t_’sidn- Boss Graduation Boss Graduation
B *No. 3in 1SO 2-6H *No. 3 in ISO 2-6H-LH
Left Hand Version
BOOSESE3LUEE AISO 2-6H BOOSEREEIBUBEAISO 2-6H KhiE
Type of Hole
FLavfds . e
n N/
gg’ﬁ!l“"“'- 2000 2000 2000/LH Left 7E5F  2000/LH Left 7t
Tolerance IS0 2-6H ISO 2-6H-LH
=1 Complete Set Va3 M a3 F a3* Complete Set Va3 M a3Fas3*
M 1, 2, 3Wy4H %1, 2, 3W/= 1. 2. 3R 1. 2, 3Wy/=
O ?
= ]
-~ L]
> M3
Application Unalloyed Steels;
Bt Tensile Strength = 800 N/mm?
eSS |, ki <8004dH/mm? (£9HRC22)
dq P l4 lo I3 do 0 g dq P 1 Io do 0 g
R oFiE 2K K @K W2 O 5 RY oFiE 2K Ik WR 0F —lab
M 1 0,25 32 55 25 21 075 M10 15 70 23 7 55 8,50
M 1,1 0,25 32 55 25 21 08 M1 15 70 23 8 62 9,50
M 1.2 0,25 32 55 25 21 095 M12 1,75 75 28 9 7 10,20
M 1,4 0.3 T 25 21 110 M14 2 80 30 11 9 12,00
M 1,6 0,35 32 8 25 21 125 M16 2 80 30 12 9 14,00
M 1,7) 0,35 32 8 25 21 13 M18 25 95 35 14 1 15,50
M 1,8 0,35 2 8 25 21 145 M20 25 95 34 16 12 17,50
M 2 0,4 % 8 28 21 180 M2 25 100 34 18 145 19,50
M 22 0,45 % 9 28 21 175 M24 3 110 38 18 145 21,00
M 2,3) 0.4 ¥ 9 28 21 190 M27 3 110 38 20 16 24,00
M 25 0,45 0 9 28 21 205 M30 35 125 40 22 18 26,50
(M 2,6) 0,45 0 9 28 21 215 M33 35 125 40 25 20 29,50
M 3 0.5 40 1 18 35 27 250 M36 4 150 45 28 2 32,00
M 35 06 45 12 200 4 3 290 M3 4 150 50 32 24 35,00
M 4 0,7 45 13 21 45 34 330 M4 45 150 50 32 24 37,50
M 4,5 0,75 5 16 24 6 49 370 M45 45 160 50 3% 29 40,50
M 5 08 50 16 24 6 49 420 M48 5 180 56 % 29 43,00
M 6 1 56 18 27 6 49 500 M52 5 180 56 0 3 47,00
M 7 1 56 18 6 49 600
M 8 1,25 63 18 6 49 680
M 9 1,25 63 18 7 55 780  ()DINProfilenctiSO (fe@iigit , EERTE



AHlikEm352 HSSE DIN 352 M

Version Boss Graduation Boss Graduation
HE Taper with Pilot Taper with Pilot
*No. 3 in SO 2-6H *No. 3 in Tolerance 6HX
BOOSERHE3LUBE AISO 2-6H BOOSEHFE3ILUEEAISO 2-6HX
HETRRIS IS HETEIS IS
Type of Hole N :
FLAYThE 1k ii
0y W "
Surface Treatment T Nitrided
koot Nitrided &k ik
Catalogue-No. 2005 2005 2006 2006
e
Tolerance 1SO 2-6H BHX
BE
< Complete Set Va3 M a3 Fa3* Complete Set Va3 M a3 F a3*
[\/\/\/l 1. 2. 3By/4E 1, 2. 3/ 1. 2. 3W/4H g1, 2. 38U/
jr il
b
M3- M6
e __ <3
-
|I T 17
Lﬁ —
&
<3
Applica!ion Unalloyed Steels: Unalloyed and Alloyed Steels;
B Tensile Strength <1000 N/mm? Tensile Strength = 1200 N/mm?
EEEM , AL <100048/mm? (ZJHRC32) 847 , Hih<12004-3/mm? (£29HRC38)
dy P 14 I2 I3 d2 0 5
R FiE Sk Tk i & Pfy %ﬁ L2
M 3 05 40 1 18 35 27 2,50
M 4 07 45 13 21 45 34 3,30
M 5 08 50 16 24 6 49 420
M 6 1 56 18 27 6 49 5,00
M 8 1,25 63 18 6 49 6,80
M 10 1,5 70 23 7 5,5 8,50
M 12 1,75 75 28 9 7 10,20
M 14 2 80 30 11 9 12,00
M 16 2 80 30 12 9 14,00
M 20 25 95 34 16 12 17,50



Version
5B

Type of Hole
FLAGFRE

Surface Treatment
EERE
Catalogue-No.
BE

Tolerance
BE

b—r—

I

|

|

|
o o

[ ] ¢

——

Application
SR
add. see Page 10, 11

Coolant

Cutting Speed vg
PIRIERREE

A=
vl

g

0,5
0,7
0,8

1,25
1,5
1,75

=EEEEEZ=EE=

S e
N o oo W
i

Straight Flute,
Form B,

with Spiral Point,

4 - 5 Threads
Chamfer

BiE , %
4-5105|8F

W,
=y
2010

IS0 2-6H

B

ESS

40
45
50
56
63
70
75

Ca. 15°
Right Hand Spiral,
Form C,

2 - 3 Threads
Chamfer

15°AHEdRnER
2-3475|185

7

=P}

2030

IS0 2-6H

Rsp

EEE——
)

F__:u_lllllllllllllll_lﬂlll

Y

Unalloyed Steels;
Tensile Strength 800 N/mm?
IS EN=<8004-1H/mm? (XJHRC22)

Cutting Qil or Emulsion
PE B

10 - 20 m/min  3K/43

I2
VLS
11
13
16
18
18
23
28

LHEEEA352  HSSE DIN 352 M

Ca. 4“0 Sn.aight Hutﬁ. Straight Flute,
R!ghtFI:anchpiral, Form C, with ?;;“rmsf’oint
m C, 4 -5 Threads
2 - 3 Threads 2 - Threads Cnarmle,
Chamfer Chamfer with Interrupted Threads
A0 HEENER BiE Bi# , Soinfa
2395|1855 2-31B|18F  4-5903|185 , BkF
| @ 17
!I 7 77
M7 M7
B Nitrided &{t. B7]
2040 2008 2010/08
IS0 2-6H 6HX 1SO 2-6H
Grulo C-GG B-a.Z

Grey Cast Iron Aluminium, Copper,

KB Copper Alloys
{8 mes
Cutting Ol
Cutting Ol or Emulsion
YIHIH PR RE

10 - 15 m/mink/4> 20 - 40 m/min&/5>

I3l dg 0 g Y
i< 12 ] & Ar
18 35 2,7 2,50
21 45 3.4 3,30
24 6 49 420
27 6 49 5,00

6 49 6,80

7 55 8,50

9 7 10,20



“ Short Machine Taps for Turning Centers

Metric ISO Standard Thread DIN 13 ‘EfmEmLsE

d

M 25 0,45 M 8 28 18 2,05
M 2,8) 0,45 M 8 28 18 2,15
M 3 05 41 9 3 2.1 2,50
M 35 06 49 10 35 24 2.90
M 4 07 49 12 4 27 3,30
M5 08 56 15 5 34 4,20
M 6 1 62 17 6 4 5,00

() DIN Profile not IS (kETigst , SEENRE
74



u i Combined Spiral-Machine Taps

Metric 1SO Standard Thread DIN 1 #I5HF—#RELE

AFRBOOSHE HSSE Boss specs.

Bosscom

2 wle o

M 35 2,55 27
M 4 2,95 3
M 4 45 3,36 34
M 5 0,8 76 18 12,5 6 426 49
M 6 1 81 20 14 6 5,05 49
M 8 1,25 93 12 20 6 6,80 49
M 10 15 99 14 22 7 8,55 55
M 12 1,75 106 16 25 9 10,30 7
M 14 2 114 18 28 11 12,10 9
M 16 ] 123 20 32 12 14,10 9

75



Version
B
Type of Hole
FLAGFRE
Surface Treatment
FEARE
Catalogue-No.
Bne
Tolerance
BE
_TDI )
J4ile
N
_1'_
Application
eIz
add. see Page 10, 11
Coolant
Cutting Speed v¢
tIEEE
dq P
R Pyl
M2 04
M2.5 0.45
M2.6 0.45
M3 0.5
M3.5 0.6
M4 0.7
M5 08
M6 1
M8 1.25

MBLAT: 7265/80/JS
MBLEA_E: 7275/80/JS

Straight Flute,

Form B,

with Spiral Point,
4 - 5 Threads Chamfer

BiE 55,
4-51518%F

W,

1SO 2-6H

Rapid-UNI

il

TiN-Coating &%k

MBLLT: 7265/80/JS
MBLL_E: 7275/80/JS

Straight Flute,

Form B,

with Spiral Point,
4 - 5 Threads Chamfer

B1E 55,
4-51518F

U

TiN-Coating &%k

IS0 3-6G

Rapid-UNI

&

UNIversal Use for a Broad Material Range

IE2EEHRF1LINAIELS 7265/80

EEXTEE 10mABliE S 4%
see Page 10
BEEEEHRELITNES 7265/80
EEXIEE10TTRYSEDRISEERINGR
see Page 10
Bt
l4 ) I3 do | g d
2K JJK @K #E I ¥ RY
4 88 138 3 25 1.60 M10
45 10 178 3 25 205 M12
45 10 178 3 25 215 M14
47 82 192 4 32 250 M16
48 84 194 4 32 290 M18
54 96 2286 5 4 330 M20
62 12 27 55 45 420 M22
62 12 30 6 45 5.00 M24
70 15 32 62 5 680 M27

Straight Flute,
Form B,
with Spiral Paint,
4-5 Threads Chamfer

BfE | finf
4-505185F

o

87]

MBLLTF: 7265/JS
M8EL E: 7275/JS

ISO 2-6H

Rapid-VA-G
r

AHE M

Straight Flute,
Form B,
with Spiral Point,
4 - 5 Threads Chamfer

B, S
4-5731S5F
Y

87]

MBLLR: 7265 /JS
M8LAE: 7275/JS

IS0 3-6G

Rapid-VA-G

r :

Aluminium Alloys, Copper Alloys
EE&ME , R <8004 4/mm2(AIHRC22LATF)

HaT HEE B
Cutting Oil or Emulsion
PIRIEEFR
10 - 30 m/min /%

P ] Iz I3 d? 0 g
7 il 2K 7K @K W mAE B
15 75 18 40 7 55 850
175 82 21 42 85 65 1020
2 88 24 49 105 8 12.00
2 95 24 48 125 10 1400
25 100 25 54 14 11 1550
25 105 25 50 15 12 1750
25 115 25 55 17 13 1950
3 120 30 60 19 15  21.00
3 130 30 675 20 15  24.00

76-1



Version
8
Type of Hole
FLAGRPSE
Surface Treatment
EERE
Catalogue-No.
Eici=)
Tolerance
mE
ey
[
Lile
g |
B
+
Application
& At
add. see Page 10, 11
t:uquant_
pRgAES
Cutting Speed v¢
PHERRE
cq P
R~ oFiE
M2 0.4
M2.5 0.45
M2.6 0.45
M3 05
M3.5 0.6
M4 0.7
M5 0.8
M6 1
M8 1.25

Ca. 40° Ca. 40°
Right Hand Spiral, Right Hand Spiral,
Form C, Form C,

2 - 3 Threads Chamfer 2 - 3 Threads Chamfer
40°ALEBIER 40°AhEENER
2-395|87F 2-315|89

Za ] T A i
2 77 7 07
7 o n
7 L 787
TiN-Coating &4k TiN-Coating &%k

MBLLR: 4345/80/JS MBLLF: 4345/80/JS
M8LL_E: 6345/80/JS MBLL_E: 6345/80/JS

ISO 2-6H ISO 3-6G

Grulo-UNI

( [

Grulo-UNI

UNIversal Use for a Broad Material Range
BEEEERELINELS 4345/80
LEXtSE10TRAYRTE S #

see Page 10

BEEEHRFBLINAVAS 4345/80
EERISE10TaANS EIFPEEIN R
see Page 10
&£

I I2 fadzzugm
2K 70K @ik & A L RY

4 8.8 13.8
45 10 17.8

3 25 160 M10

3 25 205 W12
45 10 178 3 25 215 M14
47 82 192 4 32 250 Mi6
48 84 194 4 32 290 M18
54 96 226 5 4 330 W20
62 12 27 55 45 420 M22
62 12 30 6 45 5.00 M24
70 15 32 62 5 680 m27

Ca. 40°
Right Hand Spiral,
Form C,
2 - 3 Threads Chamfer
40° 5 hEtRhER
2-315|85

B7]

MBLATR: 4345 /JS
MBLL_E: 6345 /JS

1SO 2-6H

Grulo-Spez.-G

N = M

Ca. 40°
Right Hand Spiral,
Form C,
2 - 3 Threads Chamfer
40° R HEARNER
2-31 5|85

i T

Q}\_
e

B7]

MBLLF: 4345 /JS
MBEAL: 6345 /JS
IS0 3-6G

Grulo-Spez.-G

Aluminium Alloys, Copper Alloys
ES&Mek , HiA <8004/ mmA(AHRC22LLF)

HEE H5E BiEN
Cutting Oil or Emulsion
izl R e
10 - 30 m/min /%>
P It I 3 dz @
oFEE 2K 7K @ik % mA ¥
15 75 18 40 7 55 850
175 82 21 42 85 65 1020
2 88 24 49 105 8 12.00
2 95 24 48 125 10  14.00
25 100 25 54 14 11 1550
25 105 25 50 15 12 17.50
25 115 25 55 17 13 1950
3 120 30 60 19 15 21.00
3 130 30 675 20 15 2400



Version
e

Type of Hole

FLAGHFPE
Surface Treatment
RERE
Catalogue-No.
Bs
Tolerance
YEE
‘_'[.GF?;'*.
= DI
4w
\if
£ S it
_;_
Application
B
add. see Page 10, 11
Coolant
e S
Cutting Speed vg
YRR
dy P
RY oFEE
M6 0.75
M8 1
M10 1
M10 1.25
M12 15
M14 15
M16 15
M18 15
M20 15
M22 15
M24 15

Ca. 40° Straight Flute,
Right Hand Spiral, Form B,
Form C, with Spiral Point,
2 - 3 Threads Chamfer 4 - 5 Threads Chamfe
40°EheiEhER =L =
2-313|18%F 4-51°5|55F
7r 0
n
é/ | o
) i
TiN-Coating 5k TiN-Coating g%k
6345/80/JS 7275/80/JS
ISO 2-6H ISO 2-6H
Grulo-UNI Rapid-UNI

!W

UNIversal Use for a Broad Material Range
BESEEHRBELIEMELS 7265/80

HE3 s 10mAIRNE SR
see Page 10
BEEEERBLIAMELS 7265/80
EEXI S8 10TaRY/SAIFhSSRINGR
see Page 10
Rl
1 I2 I3
2K UAE-S it
62 12 30
70 15 32
75 18 40
75 18 40
82 18 42
88 18 49
95 18 48
100 20 54
105 24 50
115 24 55
120 24 60

RHEEF KB M F

Ca. 40° Straight Flute,
Right Hand Spiral, Form B,
Form C, with Spiral Point,
2 - 3 Threads Chamfer ~ 4-5 Threads Chamfe
A0°HHERER il | ey
2-31°8|185F 4-5/3|85F
’5'!' 7
) 1 S
a 07
87 827
6345 /JS 7275/JS
ISO 2-6H ISO 2-6H
Grulo-Spez.-G Rapid-VA-G

f
&

Aluminium Alloys, Copper Alloys
ES Sk , HFTRD<8004-1l/mm2(£9HRC22LLF)

Wiz

6.2

8.5
10.5
12.5
14
15
17
19

E5E HeE =iEN
Cutting Oil or Emulsion
TDEREF R
10-30 m/min /4>
0
Pufs _4%_ FLi2
45 5.20
5 7.00
55 9.00
55 8.80
6.5 10.50
8 12.50
10 14.50
11 16.50
12 18.50
13 20.50
15 22.50



Version
T
Type of Hole
FLAYFRE
Surface Treatment
RERE
Catalogue-No.
S
Tolerance
fEE
iy
_TDI L
Jile
= |
= I ,_ .
|
Application
B
add. see Page 10, 11
Coolant
Cutting Speed vg
PIHEE
d1 P
R< FH
Nr. 4 - 40
N6 - 32
N8 - 32
NL10 - 24
NE 22N R o
1/4 -2
516 - 18
3/8 - 16
e - 14
1/2 B
5/8 - i
3/4 - 10
/8 -9
ft - 8

76-4

Ca. 40° Straight Flute,
Right Hand Spiral, Form B,
Form C, with Spiral Point,
2-3 Threads Chamfer 4 - 5 Threads Chamfe
40°FhEBhER Bis iR,
2-315|85 4-545|8F
A v
.
/i W,
TiN-Coating &%k TiN-Coating g5k

1/4LAF: 4345/80/JS 1/4LLF: 7265/80/JS
6/16L4_F:6346/80/JS 5/16LL_E:7275/80/JS

1SO 2-6H IS0 2-6H

Grulo-UNI

" '

Rapid-UNI

UNIversal Use for a Broad Material Range
BE2EERE11IRNAES 7265/80

EEXIE10TRYEES M
see Page 10
BEEERRF1IRANRS 7265/80
EEXTEE 10T S EDRhSEEEIN SR
see Page 10
BLt

l1 IQ |3
2K UBES EILS
45 8.2 192
49 8.4 19.4
54 956 22,6
62 12 27
62 12 30
62 12 30
70 15 31.8
75 18 38.1
80 21 38.9
85 21 444
95 24 476
105 25 476
115 25 55.6
125 30 63.5

Ca. 40°
Right Hand Spiral,
Form C,

2 - 3 Threads Chamfer

A0°AhERER
2-375|85%

% |

87]

1/4LAF: 4345 /S
5/16LA L: 6346 /JS
IS0 2-6H

Grulo-Spez.-G

{
¢

EFIRER U N c

Straight Flute,
Form B,
with Spiral Point,
4-5 Threads Chamfe

BiE, S

4-54 3157
Y
=0

1/ALLF: 7265/JS
s5/16LL_E:7275 /)8

1SO 2-6H

Rapid-VA-G

0

Aluminium Alloys, Copper Alloys

FEESWE , D <8004-4/mm*(XIHRC22LAT)

HEE Was BE

Cutting Oil or Emulsion

PERE LR
10 - 30 m/min /%

do o
R Pufs
3 25
4 3.2
5 4
hh 4.5
55 45
6 45

6.1 5
7 55
8 6
9 7
12 9
14 11
17 13
20 15



ST RN U N F

Version Ca. 40° Straight Flute, Ca. 40° Straight Flute,
58 Right Hand Spiral, Form B, Right Hand Spiral, Form B,
Form C, with Spiral Point, Form C, with Spiral Point,
2 - 3 Threads Chamfer 4 - 5 Threads Chamfe 2 - 3 Threads Chamfer ~ 4-5 Threads Chamfe
A0 Bt iR, 40°FHEiRNER BiE , S
2-310 51857 4-5/05|SF 2-315|85F 4-5/8|S5F
Type of Hole e == : ? =
! L 7
ALk ' ; . % %Hé e
% i Y | ) W)
%’%?g" Treatment TiN-Coating 4k TiN-Coating &4 =W 57
FEH iR :
Catalogue-No. WALLF: 4345/80/JS 1/4LLF: 7285/80/JS 1/4LNF: 4345 /U8 1/4LLCF: 7265/JS
Ei =2 5/16LL :6345/80/JS 5/18LL_F:7275/80/JS 5/16LA_E: 6345 /JS 5/16LA_L: 7275 /JS
Tolerance IS0 2-6H S0 2-6H IS0 2-6H IS0 2-6H
BE
< ,ﬁi}: > Grulo-UNI Rapid-UNI Grulo-Spez.-G Rapid-VA-G
. |
q [ ﬁ‘ 'T ‘ r
i : il
=
o~ {0
RE
Application UNIversal Use for a Broad Material Range Aluminium Alloys, Copper Alloys
ISR BeERRE1ITNEE 7265/80 FEAEMEE . FHD <8004/ mm(£JHRC22LLTF)
add. see Page 10, 11 RIS 10F T B At HEE et BEN
Coolant see Page 10 . .
i ; lorE
e HeEERE11THES 7265/80 C”“'"gl f" ot L’"“'S'“”
HXIEE 10T A AR IR
Cutting Speed v see Page 10 10-30 m/min 3K
R FLE A
dy P l4 lo I3 do [} g
R F £k UIES ETS w2 PO - Az
N4 - 48 45 8.2 19.2 3 25 2.40
NLE - 40 49 11.4 19.4 4 3.2 2.95
N8 - 36 54 13.7 226 5 4 3.50
NL10 - 32 62 13.9 27 55 45 4.40
N2 - 28 62 12 30 55 45 4.60
1/4 -8 62 12 30 6 45 5.50
516 - 24 70 15 31.8 6.1 5 6.90
3/8 S 75 18 38.1 7 55 8.50
M - 20 80 18 38.9 8 6 9.90
1/2 S 85 18 444 9 7 11.50



W 1/4 20
W 5/16 18
W38 16
W12 12

76-6

JIS Machine Taps
Whitworth Thread BSW ZrAE#EsksE

EHKBEM

Grulo-UNI

h

2K
62 12 30 6 45 5.1
70 15 31.8 6.2 5 6.6
75 18 38.1 7 55 8
85 21 444 85 6.5 10.6



BISS

Version
fibie)
Type of Hole
FLAGFRZE
Surface Treatment
FRERE
Catalogue-No.
ne
Tolerance
EE
iy _fi 7
9 I
= E
o T
of
Application
iERE
add. see Page 14, 15
Coolant
Cutting Speed v
YIELEE
dq P
R i
M3 0.5
M3.5 0.6
M4 0.7
M5 0.8
M6 1
M8 1.25
M10 15
M12 1.75
M14 2
M16 2
M18 2.5
M20 25

Ca. 40° Straight Flute,
Right Hand Spiral, Form B,
Form C, with Spiral Point,
2 - 3 Threads Chamfer 4 - 5 Threads Chamfer
A0°AHERER B |, Joinf
2-395|8F 4-54°5|85F
n |
i Y

DLC-Coating £RIFH DLC-Coating £RIG

MBLATF: 4350/JS MBLAF: 7450/JS

M8EAL: 835048  MBLEALE: 7451/JS
ISO 2-6H IS0 2-6H
Grulo-Alutop Rapid-Alutop

1 1

g8

Aluminium Alloys, Copper Alloys
Hes BESE (AE12%LA0)
Ea® BEFaE

Cutting Oil or Emulsion
PIHHERFLAC

20 - 50 m/min /53

F] Ia I3
£K UALS S
47 8.2 19.2
48 8.4 19.4
54 9.6 22.6
62 12 27
62 12 30
70 15 32
75 18 40
82 21 42
88 24 49
95 24 48
100 25 54
105 25 50

NI =F M

Ca. 40° Straight Flute,
Right Hand Spiral, Form B,
Form C, with Spiral Point,
2 - 3 Threads Chamfer ~ 4-5 Threads Chamfer
A0 FHEIRIER BiE , i
23131857 4-5131Sf
7n
) aAr
= B87]
MBLLF: 4345/J8 MBLLF: 7265 /JS
MBELE: 6345/JS MBLLE: 7275/JS
IS0 2-6H IS0 2-6H
Grulo-Spez.-G Rapid-VA-G

[ [
¢

Aluminium Alloys, Gopper Alloys
44fR | @R , (RS e SiEN

Cutting Oil or Emulsion

AR
10-30 m/min /%

a2 ) 2 5
i mufy 8w

4 3.2 2.50

4 3.2 2.90

5 4 3.30

5.5 4.5 4.20

6 4.5 5.00

6.2 5 6.80

7 55 8.50

8.5 6.5 10.20

10.5 8 12.00

12.5 10 14.00

14 1 15.50

15 12 17.50

76-7



Version Straight Flute,
55 Form C,
2 - 3 Threads
Chamfer
=15
2-375 |85
Type of Hole Zr
AL . %ﬂg
L1 Ui
‘Surface Treatment e
Catalogue-No. MBLEATF: 4058/JS
BE M8LL_E: 6008/JS
Tﬂ“}l‘ﬂlﬁﬂ BHX
BE
-~ C-GG
..._5_..92
o ] _ .
gg;;;;ii““ Grey Cast Iron
add. see Page 10, 11 PREE
Coolant Cutting Ol
et £
Cutting Speed v 9 :
e by 10 - 20 m/min /%
dq P I
RY ZiB K
M3 0.5 47
M35 0.6 48
M4 0.7 54
M5 0.8 62
M6 1 62
M8 1.25 70
M10 15 75
M12 1.75 82
M14 2 88
M16 2 95
M18 25 100
M20 25 105

76-8

LHKB M M

Straight Flute, traight Fl Ca. 40°
Fogrm C, P F(?rm' B?ﬁe‘ RIghtF.IziandCSpiral.
. m L,
2 -0?1 Tglrfeads 4 - 5 Threads Chamfer, 2 - 3 Threads Chamfer
amfer MKS and Dry MKS and Dry
BiE =L 40°GHEIREER
2-31518F 4-575|85F 2345|185
R | 7
Rl
P ] F
A1 - A1 L

TIAIN-Coating &$84ksk  TIAIN-Coating #i84kek  TIAIN-Coating &sE4bEL

MBEATF: 4358/JS MBLLF:  7270/JS MBLLF:  4340/J8

MBLAE: 6308/JS M8ELE: 7271/JS ML E: 6340/JS

B6HX 6HX B6HX
C-GG TM Rapid TM Grulo TM
Grey Cast Iron; Nodular Cast Iron;

Malleable Cast Iron; Vermicular Cast Iron
IRBEREL N Bk TREREREE IR EEEL
Dry, Air or Emulsion

T SLEINE
20 - 50 m/min #/%

I I3 d2 0] g
Uk s = JOf _lﬂmj‘bié
8.2 19.2 4 3.2 2.50
8.4 19.4 4 3.2 2.90
9.6 22.6 5 4 3.30
12 27 55 45 4.20
12 30 6 45 5.00
15 32 6.2 5 6.80
18 40 7 55 8.50
21 42 8.5 6.5 10.20
24 49 10.5 8 12.00
24 48 125 10 14.00
25 54 14 11 15.50
25 50 15 12 17.50



[l ' Machine Nut Taps

Metric ISO Standard Thread DIN 13  #Figigsst

KHlkEM357  HSSE DIN 357

0.5 70 22 22 2,50

M 3 '

M 35 0,6 80 25 25 2.1 2,90
M 4 07 90 25 2.8 2,1 3,30
M 6 1 110 ) 45 34 5,00
M8 1,25 125 40 6 49 6,80
M 10 15 140 45 7 55 850
M 12 1,75 180 50 9 7 10,20
M 14 2 200 56 11 9 12,00
M 16 2 200 6 12 N 1400
M 20 2,5 250 70 16 12 17,50

76



Metric ISO Fine Thread DIN 13 A%I4EF

HLFAZL4E DIN 374 Machine Taps DIN 374

POSEFLATER 224 DIN 374 Machine Taps DIN 374 with Internal Cooling
FFIEL45#E Roll Taps

F=IDE/mmER SEDH 22 HE Machine Taps for Dry Cutting / MKS
EENFE 244 DIN 2181 Hand Taps HSS DIN 2181

215445 ~DIN 357 Nut Taps~ DIN 357

78-95

78 - 89
90
91

96-97

98

77




Version
B

Type of Hole
FLAGRNSE

Surface Treatment
EERE
Catalogue-No.
g

Tolerance

1B

di

Application
EME
add. see Page 10, 11

Coolant

Gutting Speed v¢
LIHEE

dq P
RY 5]

8
10
10
12
12
14
16
18
20

1,25

1,5
1.5
1,5
1,5
1,5

EEEEEE=E==
b docti e Ihallse el 3t Inel 3¢

78

Straight Flute,
Form B,
with Spiral Point,
4 - 5 Threads Chamfer

Eif , iR
4-515|1S5F

W

TiN-Coating &%k
7275/80

IS0 2-6H

Rapid-UNI

R — . —

Iy I2
R VRS
90 15
90 18
100 18
100 18
100 18
100 18
100 18
110 20
125 24

DR HAER374

Straight Flute,
Form B,

with Spiral Point,
4 - 5 Threads Chamfer

Bif | SR

UNIversal Use in a Braod Material Range

4-515|185F

A1
TiN-Coating &4k
7275/80

ISO 3-6G

Rapid-UNI

IR

ESEERFE11IRAEE 7275/80
EEASSS10RenES#E
see Page 10
B EFRFELITRNELS 7275/80
EEXISE 1 0TRAYSEIFPSEENGR
see Page 10
&
d2 o
W Pufs
6 49
7 5,5
7 5,5
9 7
9 7
11 9
12 9
14 11
16 12

HSSE DIN 374 IVI F

Straight Flute,
Form B,
with Spiral Point,
4 - 5 Threads Chamfer,
KR = Radial Internal Cooling

Bf# | finf
4-515 1S5 Wit

Wz
TiN-Coating 2%k

B7275/80

IS0 2-6H

Rapid-UNI
with KR

s

¥ e
—45D||*
7,00
9,00
8,80
11,00
10,50
12,50
14,50
16,50
18,50



Version
e

Type of Hole
FLAOFPSE

Surface Treatment _

FERE

Catalogue-No.
BE

Tolerance
faE

Ca. 40°
Right Hand Spiral,
Form C,
2 - 3 Threads Chamfer

40" hEERER
2-345|185F

TiN-Coating 2%k

6346/80

ISO 2-6H

Grulo-UNI

AHIHEFEEM374 HSSE DIN 374 M F

Ca. 40°
Right Hand Spiral,
Form C,
2 - 3 Threads Chamfer

A0°AbEERErR
2-310318F

70 07

TiN-Coating #&5k
63456/80

150 3-6G

Grulo-UNI

Ca. 40°
Right Hand Spiral,
Form C,

2 - 3 Threads Chamfer,
KA = Axial Internal Cooling
40 hEENERA
2315|845 AidAL

7
'ml
77,

TiN-Coating #5&

B6345/80

1SO 2-6H

Grulo-UNI
with KA

4]l
,: d2
o A B
Application UNiversal Use in a Braod Material Range
EZEEHFRE11TIAYEIS 6345/80
aldss bl HRSIOTATE A
Gugisn: see Page 10
RIS B2 ERE1ITIES 6345/80
LERISE 10N ANFhSEERINEE
Cutting Speed vp see Page 10
tIHhEE &k
t P I I d2 O ;
R FE ek Tk T ufs 4% A
M8  x 1 ) 15 6 49 7,00
M10  x 1 ) 18 7 55 9,00
M10  x 1,25 100 18 7 55 8,80
M12  x 1 100 18 9 7 11,00
M12  x 15 100 18 9 7 10,50
M14  x 15 100 18 11 9 12,50
M16  x 15 100 18 12 9 14,50
M18  x 15 110 20 14 11 16,50
M20  x 15 125 24 16 12 18,50

-
(8]



HSS

Version
s

Type of Hole
FLEGHRSE

Surface Treatment
RERE
Catalogue-No.
e

Tolerance

mE

d_];
|
E
o L]

Application
&R
add. see Page 10, 11
Coolant
Cutting Speed v
tHERE
aq =
R oHiE
M 6 x 0,75
M 8 «x 0,75
M 8 «x 1
M10  x 1
M10  x 1,25
M 12 be il
M12  x 1,25
M12 X 15

80

i
2K

80
80
90
90
100
100
100
100

Straight Flute,
Form B,
with Spiral Point,
4 - 5 Threads Chamfer

EfE iR
4-595|185

L1

Steam Tempered &4k
7011/78
IS0 2-6H

Rapid Vap.

AEEFREM374 HSSE DIN 374

Ca. 40°
Right Hand Spiral,
Form C,
2 - 3 Threads Chamfer
40°GhetR e
2-30 5|87

n
o

Steam Tempered Sk

6040/78
1SO 2-6H

Grulo Vap.

Unalloyed Steels;
Tensile Strength = 800 N/mm?
eSS , FHCH <8004/ mm2(ZJHRC22LATF)

Cutting Oil or Emulsion
= e R R

10 - 20 m/min  K/%

I2 d 0 di P H I2 d 0
i W A & R b ek T HE A
12 45 34 520 M14 x 1,25 100 18 11 9
15 6 49 720 M14  x 15 100 18 1 9
15 6 49 700 M16 x 15 100 18 12 9
18 7 55 900 M18 «x 1,5 110 20 14 1
18 7 55 880 M2 x 15 125 24 16 12
18 9 7 1100 M22 1,5 125 24 18 145
18 9 7 1080 M24 15 140 24 18 145
18 9 7 10,50

MF

~{aDi—

12,80
12,50
14,50
16,50
18,50
20,50
22,50



Version
3

Type of Hole
FLAYFRSE

Surface Treatment
RERE

Catalogue-No.
s

Tolerance

4]
|
:
|
|| do
|
|
= |
|
i
|
e
o 14
|
Application
ISR
add. see Page 10, 11
Coolant
EFAEES
Cutting Speed v¢
tIEIRE
dq P
RY b i)
M 3 x 0,35
M 35 x 0,35
M4 x 0,35
M4 x 0,5
M 45 x 05
M 5 X 0,5
M 6 X 0,5
M6 X 0,75
M 7 X 0,75
M 8  x 0,5
M8  x 0,75
M 8 X 1
M9 x 0,75
M9 x 1

l

56
56
63
63
70
70

Straight Flute,
Form B,
with Spiral Point,
4 - 5 Threads Chamfer

Ef | iR
4-595|185F

W
70

7011

1SO 2-6H

Rapid

BASAAASS

b do [
2K 7 #R A
8 22
9 25 21
10 28 21
10 28 21
19 fasl g
12 a5, 27
12 45 34

80
80
80
80
80
90
80
90

12 45 3.4
12 5.5 43

15 6 4.9
15 6 49
15 6 49
18 7 5,5
18 7 5,5

NERTFREMN374 HSSE DIN 374 M F

Ca. 40°
Right Hand Spiral,
Form C,
2 - 3 Threads Chamfer
40°GhEtRNER
2315|185

MY
o

87]

6040

1SO 2-6H

Grulo

Unalloyed Steels;

Tensile Strength = 800 N/mm?

Ca. 40°
Right Hand Spiral,
Form C,
2 - 3 Threads Chamfer

A0 HEsR R
2345185

717 7

7
n
¢/

B7]

6040

1SO 3-6G

Grulo

EES W |, HihiD<8004-1/mm(£JHRC22LATF)

Cutting Oil or Emulsion

YR HEELR

10 - 20 m/min  K/53

dq P
R< ok
M 10 X 0,5
M 10 X 0,75
M 10 X 1
M 10 X 1,25
M 11 X 1
M 12 X 0.5
M 12 X 0,75
M 12 X 1
M 12 X 1,25
M 12 X 55
M 13 X 1
M 14 X 0,75
M 14 X 1
M 14 X 1,25

Iy
2K

90

90

90
100

80
100
100
100
100
100
100
100
100
100

lp  dp 0 ‘B
D W2 A B

18 7 55 9,50
18 7 55 9,20
18 7 55 9,00
18 7 55 8,80
18 8 6,2 10,00
18 9 7 11,50
18 9 7 11,20
18 9 7 11,00
18 9 7 10,80
T Y 7 10,50
18 11 9 12,00
18 1 9 13,20
18 11 9 13,00
18 1 9 12,80

81



NEIFHkEM374 HSSE DIN 374 M F

Version Straight Flute, Ca. 40° Ca. 40°
5B Form B, Right Hand Spiral, Right Hand Spiral,
with Spiral Point, Form C, Form C,

4 - 5 Threads Chamfer 2 - 3 Threads Chamfer 2 - 3 Threads Chamfer
=L 40°aHEIRIERA 40°aHERNER
4-5\5| S5 2-315|185 2315|185

Type of Hole 7 T : - -
ZHlZ ! i
FLAGFhE % 17 i
== iZZn i
W A )
Surface Treatment
EERE a7l B7] B7]
Catalogue-No. - ;
ey 09 7011 6040 6040
Tolerance IS0 2-6H IS0 2-6H IS0 3-66
BE
b Rapid Grulo Grulo

I
e
I
= l
_;_
I
I
o _:_ dq
1
Application Unalloyed Steels;
& Tensile Strength = 800 N/mm?
add. see Page 10, 11 EASWE , FIREN <8004/ mmEIHRC22LLT)
Coolant L .
A T Cutting Oil or Emulsion
< B I HERFL R
Cutting Speed ve 10 - 20 m/min /%>
: - min /4
YIHEE
dq P 4 lo do m g dq P lq Io dop o g
RY il 2K 7K % NS &4 RS i 2K 7K W s &5
M14 15 100 18 11 9 1250 M22 X 2 140 24 18 145 20,00
M15  x 1 100 18 12 9 1400 M24  x 1 140 24 18 145 23,00
M15 X 15 100 18 12 9 1350 M24  x 15 140 24 18 145 22,50
M16 X 1 100 18 12 9 1500 M24  x 2 140 24 18 145 22,00
M16 X 15 100 18 12 9 1450 M25 X 15 140 24 18 145 23,50
M17 X 1 100 18 12 9 1600 M26  x 15 140 24 18 145 24,50
M18  x 1 110 20 14 11 1700 M27  x 1,5 140 28 20 16 25,50
M18  x 15 10 20 14 1 1650 M27  «x 2 140 28 20 16 25,00
M18  x 2 125 20 14 11 1600 M28  «x 15 140 28 20 16 26,50
M20 1 125 24 16 12 1900 M30  «x 1 150 28 22 18 29,00
M20 15 125 24 16 12 1850 M30  x 1,5 150 28 22 18 28,50
M20 2 140 24 16 12 1800 M30  x 2 150 28 22 18 28,00
M22  x 1 125 24 18 145 2100 M3 x 1,5 150 28 22 18 30,50
M22  «x 1,5 125 24 18 145 2050 M33  «x 15 160 28 25 20 31,50

3 )
& ¥l



" ' Machine Ta

S
Metric ISO Fine Thread DIN 13 @scmasH®

AR EM374 HSSE DIN 374

Rapid

S

Y e =

g1 P L P 2 d2 o

0

RY  #E 2K 7K WE 5A Ry gE ek ok me mm %

M 33
M 34
M 35
M 36
M 36
M 36
M 38
M 39
M 39
M 40
M 42

2 170
3 200
1,5 180
2 180
3 200
. 190
2 190
3 225
1,5 190
15 190

24 40,00
24 39,00
29 4350
29 43,00
29 42,00
29 46,50
29 45,00
29 45,00
29 48,50
32 50,50

15 170 28 28 22 3250 M42
15 170 28 28 22 3350 M 45
15 170 28 28 22 3450 M45
2 170 28 28 22 3400 M45
3 0 28 22 3300 M48
15 170 30 28 22 3650 M 48
2 170 30 32 24 3700 M48
3 20 3 32 26 36,00 M350
15 170 30 32 24 3850 M52
15 170 30 32 24 40,50

X X X o X X X X X x X
(%
S
&
Bt o< [acine el Be ol s Bet e
o
BEagraszsgsy
5288888888
8



~EEFEN374 HSSE DIN 374 M F

Version Straight Flute, Ca. 40° Ca. 15°
e Form B, Right Hand Spiral, Right Hand Spiral,
with Spiral Point, Form C, Form C,
4 - 5 Threads Chamfer 2 - 3 Threads Chamfer 2 - 3 Threads Chamfer
B, Lk 40°EhEiRhER 15°AhERAER
4-5105|55F 2-3495|85% 2-315|185%
Type of Hole 7 = "
A0 _ % | L
iy L 7.
‘Surface Treatment
EERE 8571 B7] 827
Catalogue-No. 7275 6345 6055
e
Tolerance IS0 2-6H S0 2-6H S0 2-6H
BE
I Rapid-VA-G Grulo-Spez.-G Rsp-Spez.-G
4!
| g
EE
B ]
— ‘=
o ] gy =
A5 i=f
Application =
B Aluminium Alloys, Copper Alloys
add. see Page 12, 13 EEEMEL , AL <8004/ mm2(ZJHRC22LLT) {EE€ S SR
g;;‘;s Cutting il or Emulsion
S P e R A
Cutting Speed v 3 R
oo 10 - 30 m/min 2/
dy B i b do 0 d1 i I lp  dp ] g
R oFig 2Kk Tk 1R IUf o R~ oFiE 2K Tk B T8 2
M5 x 0.5 70 12 35 27 4,50 M12  x 1 100 18 9 7 11,00
M6 x 05 80 12 45 34 5,50 M12  x 1,25 100 18 9 7 10,80
M6 x 0,75 80 12 45 34 520 M12  x 15 100 18 9 7 10,50
M7 X 0,75 80 12 55 43 6,20 M1i4  x 15 100 18 11 9 12,50
M 8 x 0,75 80 15 6 49 7.20 M16 X 15 100 18 12 9 14,50
M 8 x 1 9 15 6 49 7,00 M18  x 1,5 10 20 14 1 16,50
M10 X 0,75 % 18 7 55 9,20 M20 X 15 125 24 16 12 18,50
M10  x 1 % 18 7 55 9,00 M22  x 15 125 24 18 145 20,50
M10  x 1,25 100 18 7 55 8,80 M24  x 15 140 24 18 145 22,50

84



i n —_— Machine Taps

Metric ISO Fine Thread DIN 13  sukmss

REMEFEM374 HSSE DIN 374

Rapid-Spez. Grulo-Spez.

dq P 4 I2

R Py ES N VRS "z =2} 45 Az
M6 x 0,75 80 12 45 34 5,20
M8 X 1 90 15 6 49 7,00
M1  x 1 90 18 7 55 9,00
M10  x 128 100 18 7 55 8,80
Mi12  x 1 100 18 9 7 11,00
M12 X 15 100 18 9 7 10,50
Mt x 15 100 18 1 9 12,50
M16  x 1.5 100 18 12 9 14,50
M18  x 15 110 20 14 11 16,50
M20  x 1,5 125 24 16 12 18,50
M22 15 125 24 18 145 20,50
M24  x 18 140 24 18 145 22,50



Version Straight Flute, Ca. 40°
e Form B, Right Hand Spiral,
with Spiral Point, Form C,
4 - 5 Threads Chamfer 2 - 3 Threads Chamfer
B, fimf A0 A NEIREER
4-515|85F 2-31°5|185
Type of Hole 7 T
FLARE s % n
W Lo
Surface Treatment Nitrided Sk, B7]
FERE 7
Catalogue-No. 7255 6245
BHE
Tolerance IS0 2-6H S0 2-6H
BE
1 Rapid-Spez.-R Grulo-Spez.-R

[
|t
= |
= _:_ t
Application Unalloyed and Alloyed Steels;
SRR Tensile Strength = 1200 N/mm?
add. see Page 12, 13 b1 | FIHLH < 120048/ mm2(#JHRC38LLT)
Coolant Cutting Oil
AR or Emulsion
FIHGHREELIR
Cutting Speed v¢ 3 - 10 m/min /%>
PIEERE *
tq P 14 I2 d2
R B 2K Uk Wz
M8 x 1 90 15 6
M10 1 90 18 7
M10 1,25 100 18 7
M12  x 1 100 18 9
M12 1,25 100 18 9
M12 15 100 18 9
Mi4 15 100 18 11
M16  x 15 100 18 12
M18  x 15 110 20 14
M20 15 125 24 16
M22  «x 15 125 24 18
M24  x 15 140 24 18

86

~HFERER374 HSSE DIN 374 M F

Straight Flute, Ca. 40°
Form B, Right Hand Spiral,
with Spiral Point, Form C,

4 - 5 Threads Chamfer ~ 2 - 3 Threads Chamfer
=t 40°EHEIRER
4-5151585 2-315|155%

i 7 -:-
7 A
WY v

TiCN-Coating £8%& TiCN-Coating %%%K

7255/81 62456/81

IS0 2-6H IS0 2-6H

Rapid-Spez.-R TiCN Grulo-Spez.-R TiCN

Unalloyed and Alloyed Steels;
Tensile Strength = 1400 N/mm?
1841 < 1400N/mm?2(HRC44)

Cutting Qil
or Special Cutting il

Pl B S aaE e
3-10 m/min /4>

0
i 8 s

49 7,00
55 9,00
9.5 8,80
7 11,00
7 10,80
7 10,50
9 12,50
9 14,50

1 16,50

12 18,50

14,5 20,50

14,5 22,50



Version
MsE

Type of Hole
FLAGHNSE

Surface Treatment
EERE
Catalogue-No.
e

Tolerance
fRE

dq

Application
&R

add. see Page 12, 13

Coolant

Cutting Speed v
CIHERE

dq P
R

M 8
M 10
M 12
M 14
M 16
M 18
M 20

15
1,5
1,6
1,6
1,5

E A A A T -

i

Straight Flute,
Form B,
with Spiral Point,
4 - 5 Threads Chamfer

BiE , SR
4-515185F

A1
Steam Tempered &%

7235

6HX

Rapid-V4A

Cutting Qil
or Emulsion
PIHHEFL R

6 - 10 m/min /5>

H
2K

80

80
100
100
100
110
125

LfAFEmN374 HESE DIN 374 M F

Straight Flute, Ca. 40° Ca. 40°
Form B, Right Hand Spiral, Right Hand Spiral,
with Spiral Point, Form C, Form C,

4 - 5 Threads Chamfer 2 - 3 Threads Chamfer 2 - 3 Threads Chamfer
Bi# s 40°G eI 40°AHENREER
4-59°5|S5F 2-315|18%F 2-315|18%F

M | % 1]
7 7 i i
0 ) u
TiCN-Coating 2%k Steam Tempered &4 TICN-Coating £2%k
7235/81 6365 6365/81
6HX 6HX 6HX
Rapid-V4A TiCN Grulo-V4A Grulo-V4A TiCN
é |
Stainless Steels
with High Chromium-Nickel-Content (VA-Steels)
EEH
Cutting Oil Cutting Oil Cutting Oil
or Emulsion or Emulsion or Emulsion
PHEAEk L ik Pl e R I Rak L i
10 - 20 m/min /4> 6 - 10 m/min /%> 10 - 20 m/minz/4%>
Iy da O g
UAL:S = L) =] 5 L2
15 6 49 7,00
18 7 5,5 9,00
18 9 7 10,50
18 11 g 12,50
18 12 g 14,50
20 14 11 16,50
24 16 12 18,50

87



Version
03

Type of Hole
FLAYFPSE

Surface Treatment
EEHRE

Catalogue-No.
BE
Tolerance

Application
EEZIE S

add. see Page 12, 13

Coolant

Cutting Speed v
tIHEE

dy
R

M 8
M 10
M 12
M 14
M 16
M 18
M 20

P
ik
1
1
15
15
15
15
15

X O X X X X X

86

Straight Flute,
Form B,
with Spiral Point,
4 - 5 Threads Chamfer

BiE , S
4-510°5185F

07

Steam Tempered &k,
7375

6HX

Rapid-VA-G

Cutting Qil
or Emulsion
YIHHEkAL i

6 - 10 m/min K/5>

l
2K
90
90
100
100
100
110
125

AHEEFEEM374 HSSE DIN 374 M F

Straight Flute,
Form B,
with Spiral Point,
4 - 5 Threads Chamfer

BfE , finf
4-545185F

07

TiCN-Coating 225k
7375/81

6HX

Rapid-VA-G TiCN

|

ST .

Ca. 40°
Right Hand Spiral,
Form G,

2 - 3 Threads Chamfer

A0 TEiEERR
2375|185

. v
% ;

Steam Tempered &t

6445

6HX

Grulo-Spez.-G

Stainless Steels (V2A-Steels);
High Temperature Stainless Steels (V2A- and V4A-Steels)

AEEEN(304 , 316)

Cutting Oil
or Emulsion
PIHHEZ LA

10 - 20 m/min /%>

I2 d2
VLS i
15 6
18 7
18 9
18 1
18 12
20 14
24 16

Cutting Qil
or Emulsion
YIHimsFR

6 - 10 m/min /%>

0
afs

4.9

55

7

9

9
11
12

Ca. 40°

Right Hand Spiral,

Form C,

2 - 3 Threads Chamfer
A0° T HEERNER
2-315185%

.

7
17
17

TiICN-Coating 2%%

6445/81

6HX

Grulo-Spez.-G TiCN

1-

)

Rl
Ll

Cutting Oil
or Emulsion

PHEEk R
10 - 20 m/min K/%>



Version
WS

Type of Hole

FLAYFPSE
Surface Treatment
REAE
Catalogue-No.
ne
Tolerance
e
[l
o

o e
Application
B
add. see Page 10, 11
Coolant
Cutting Speed v
LIHEE
dq P
R i)
M 6 X 0,75
M 8 X 1
M 10 X 1
M 10 X 1,25
M 12 X 1
M 12 X 15
M 14 X 15
M 16 X 1,5
M 18 X 1,5
M 20 X 15
M 22 X 1,5
M 24 X 15

Straight Flute,

2 - 3 Threads Chamfer

2-375|185F

Nitrided Sk

Grey Cast Iron

IRBEER

Cutting Oil
HIHH

10 - 20 m/min /%

H
2K
80
a0
90
100
100
100
100
100
110
125
125
140

I2
TE
12
15
18
18
18
18
18
18
20
24
24
24

2 - 3 Threads Chamfer

AHlFREN374 HSSE DIN 374 M F
Straight Flute,

Form C,

BiE

2-375|1S5F

[l
i/ =

TIAIN-Coating SsE#Ek

?‘

i

6308

BHX

C-GG TM

Straight Flute,
Form C,

2 - 3 Threads Chamfer,
KA = Axial Internal Cooling
BiE
2-3105185 |, WilfL

L1 Z
TIAIN-Coating 4L

B6308

6HX

C-GG TM
with KA

AN,

Grey Cast Iron; Nodular Cast Iron; Malleable Cast Iron;
Vermicular Cast Iron

IRIBHEL GEIREEL TRERERER IRIREEEL

Dry, Air or Emulsion
FR SLEF R

o

1
12
14
16
18
18

20 - 50 m/min /4>

0
L))

3.4

49

5,5

55

7

7

9

9
11
12
14,5
14,5

-4%# Lz
5,20
7,00
9,00
8,80
11,00
10,50
12,50
14,50
16,50
18,50
20,50
22,50

89



' n ~ Roll Taps

Metric ISO Fine Thread DIN 13  HrEses

AT EM374 HSSE DIN 374

Formex TiN Formex CrN

HH =

M8 x 1 90 15 6
M0 x 1 90 18 7 55 9,50
M0 x 125 100 18 7 55 9.40
M12  x 1 100 18 9 7 11,50
M2 x 15 100 18 9 7 11,25
M4 x 15 100 18 11 9 1325
M6  x 15 100 18 12 9 15,05

* The recommended core hole diameters are for reference purpose only. EWAVRLBMALES



: n ~ Machine Taps for Dry Cutting / MKS

Metric I1SO Fine Thread DIN 13 FR/MmEALMNSBEEERLE

REEFRER374  HSSE DIN 374

dy P s 2. 1& o
Ry ZiE =z LS LGTE: O
M8 x 1 90 15 6 49
M 10 X 1 90 18 7 55
M 10 X 1,25 100 18 T 55
M12 X 1 100 18 9 e
M 12 X 1.5 100 18 g 7
M 14 X 1.5 100 18 1 i
M16  x 15 100 18 12 9

9N



BUISS

v

Version
e

Type of Hole
FLAGFRZE

Surface Treatment
RERE

Catalogue-No.
s

Tolerance
e

L | d2
= |
:
_;_
|
:
=]
o L g
Application
SR
Coolant
Cutting Speed ve
tIHhEE
a1 P
R oFiE
M3 x 035
M 35 x 035
M4 x 035
M4 x 05
M 45 x 05
M5 x 05
M6 x 05
M6 x 075
M7 x 075
M8 x 05
M8 x 075
M8 x
M9 x 075
M9 x 1
92

1

56
56
63
63
70
70
80
80
80
80
80
80
80

Straight Flute,
Form C,
2 - 3 Threads Chamfer

BiE
2315185

on
.
B7]

6002
ISO 2-6H
C
o d2 @
2K 7K ®E A
8 22
9 25 21
0 28 21
10 28 21
12 35 27
12 35 27
12 45 34
12 45 34
12 55 43
15 6 49
15 6 49
15 6 49
15 7 55
15 7 55

80

Tensile Strength = 800 N/mm?
S , Hi1=<8004-1/mm? ($KJHRC22)

g

e

2,65
3,15
3,65
3,50
4,00
4,50
5,50
5,20
6,20
7,50
7,20
7,00
8,20
8,00

AEIEFRIER374

Straight Flute,
Form C,
2 - 3 Threads Chamfer

BiE
2-375|184

E—
.
‘e

B7]

6002

IS0 3-6G

C

Unalloyed Steels;

Cutting Oil or Emulsion
PIHIR siFL AR

15 - 20 m/min /%

dy P
Ry iR
M 10 x 05
M 10 x 0,75

M 10 x 1
M 10 25
M 11 X 1
M 12 x 05
M 12 X 0,75
M 12 X 1
M 12 % 125
M 12 el
M 13 X 1
M 14 x 075
M 14 x 1
M 14 x 125

HSSE DIN 374 M F

Ca. 15°
Right Hand Spiral,
Form C,
2 - 3 Threads Chamfer
15° A EtshER
2-315|85F

1SO 2-6H

Rsp

19 lp  dp O g
2K 7K HE I8 =D~
90 18 7 5,5 9,50
90 18 7 5,5 9,20
90 18 7 55 9,00
100 18 7 55 8,80
90 18 8 6,2 10,00
100 18 9 7 11,50
100 18 9 7 11,20
100 18 9 7 11,00
100 18 9 7 10,80
100 18 9 7 10,50
100 18 11 9 12,00
100 18 11 g 13,20
100 18 11 9 13,00
100 18 11 9 12,80



Version
e

Type of Hole
FLAoHPE

Surface Treatment
RERE

Catalogue-No.
BS

Tolerance
B

|
:
| | d2
|
:
< :
|
i
:
)
o L
L
|
Application
=R
Coolant
Cutting Speed v¢
YIHEE
dq P
R L il
M14 x 15
M15  x 1
M15 x 15
M1 x 1
M16  x 15
Mi17  x 1
M 18 x 1
M18 x 15
M 18 X 2
M20  x 1
M20 x 15
M2 x 2
M2  x 1
M22  x 15

lq

100
100
100
100
100
100
110
110
125
125
125
140
125
125

lp  dp cl
2K 7K #HwR A
18 11 9
18 12 9
18 12 9
18 12 9
18 12 9
18 12 9
20 14 11
20 14 11
20 14 11
24 16 12
24 16 12
24 16 12
24 18 145
24 18 145

Straight Flute,
Form C,
2 - 3 Threads Chamfer

2-375185

Ul

NS

Hig

B7]

6002

C

IS0 2-6H

~{aD

12,50
14,00
13,50
15,00
14,50
16,00
17,00
16,50
16,00
19,00
18,50
18,00
21,00
20,50

AHIRTHRER374 HSSE DIN 374 IVI F

Straight Flute, Ca. 15°
Form C, Right Hand Spiral,
2 - 3 Threads Chamtfer Form G,
2 - 3 Threads Chamfer
=1 | 15°AhEt&hErs
2-318|85F 2-315|185
A
B7] 87
6002 6030
IS0 3-6G ISO 2-6H
C Rsp

Unalloyed Steels;

Tensile Strength < 800 N/mm?
ESSH |, HihD <8004/ mm? (£9HRC22)

Cutting Oil or Emulsion
HIHEGH SRR

15 - 20 m/min /%

of] P lq ) do o g
R~ ZFiB £ Ik HE HAE el
M2 x 2 140 24 18 14,5 20,00
M24 x 1 140 24 18 145 23,00
M24  x 15 140 24 18 145 22,50
M24 x 2 140 24 18 145 22,00
M25 x 15 140 24 18 145 23,50
M26 x 15 140 24 18 145 24,50
M27  x 15 140 28 20 16 25,50
Mm27r  x 2 140 28 20 16 25,00
M28 x 15 140 28 20 16 26,50
M3 x 1 150 28 22 18 29,00
M3 x 15 150 28 22 18 28,50
M3 x 2 150 28 22 18 28,00
M32 x 15 150 28 2 18 30,50
M32 x 2 150 28 22 18 30,00



Version
HisE

Type of Hole
FLAGFRE

Surface Treatment
RERE

Catalogue-No.
BE

Tolerance
BE

I
)
I
I
_:,_
)
o)
iy |
Application
ERME
Coolant
AT
Cutting Speed v
PIEEE
dq P
Rt 7k
M33 x 15
M33 x 2
M3 x 15
M35 x 15
M36 x 15
M36 x 2
M3 x 3
M38 x 15
M3 x 2
M3 x 3
M4 x 15

(@]
=

2-3

W

Straight Flute,
Form C,
Threads Chamfer

Bfg
2-395|857

\
B

B7]

6002

IS0 2-6H

C

SNEEFiREm374 HSSE DIN 374 M F

Ca. 15°
Right Hand Spiral,
Form C,
2 - 3 Threads Chamfer

15“ENEdRTER
2-315|1S57F

:

=P

6030

IS0 2-6H

Rsp

Unalloyed Steels;

Tensile Strength = 800 N/mm?
eSS , A <80044H/mm? (£29HRC22)

Cutting Oil or Emulsion
YR SRR

15 - 20 m/min /%5

l1 I d2 o g
£k 7&K W= [/ 4
160 28 25 20 31,50
160 28 25 20 31,00
170 28 28 22 32,50
170 28 28 22 33,50
170 28 28 22 34,50
170 28 28 22 34,00
200 36 28 22 33,00
170 30 28 22 36,50
170 30 32 24 37,00
200 36 32 2% 36,00
170 30 2 24 38,50

dq B l1 lo do 0

R gl 2K 7K WHE Ef i
M 42 x 15 170 30 32 24 40,50
M 42 X2 170 30 32 24 40,00
M 42 x 3 200 40 32 24 39,00
M 45 x 15 180 30 3B 29 43,50
M 45 X 2 180 30 36 29 43,00
M 45 A 200 40 36 29 42,00
M 48 x 15 150 32 3B 29 46,50
M 48 x 2 190 32 3% 29 45,00
M 48 X3 225 40 36 29 45,00
M 50 X 1.5 180 32 3% 29 48,50
M 52 x 15 190 32 40 32 50,50



n = Machine Taps

Metric ISO Fine Thread DIN 13  SR¥EmEMLE

T kEM374 HSSE DIN 374

C-LH

o P h b % 0 2l = h b % o ¥
R< iR 2K 7K #E mf & RY Eiia 2K 7K WHE WA -
M6 x 05 80 12 45 34 550 M14 x 1 100 18 11 9 13,00
M6 x 075 80 12 45 34 520 (ML % 4B 10 18 119 12,50
M8 x 075 80 15 6 49 720 M16  x 1 100 18 12 9 15,00
M8 x 1 90 15 6 49 700 M16 x 15 100 18 12 9 14,50
M10  x 1 90 18 7 55 900 M18 x 15 1m0 14 U 16,50
M10 x 125 100 18 7 55 880 M2 x 1 125 24 16 12 19,00
Mi2  x 1 00 18 9 7 1,00 M2 x 15 1256 24 16 12 18,50
M2 x 125 0 18 9 7 1080 M22 x 15 125 24 18 145 20,50
M2  x 15 00 18 9 7 1050 M24 x 15 140 24 18 145 22,50

95



NHEIAFHEM2181 HSS DIN 2181 M F

lln'rs_ion Boss Graduation
e *No. 3 in ISO 2-6H

BOOSEHFILUBE HISO 2-6H

Type of Hole =
FLESFE o :
a0
EEARE
Catalogue-No. 2000 2000
BE
Tolerance ISO 2-6H
BE
S Complete Set Va2 Fa2*
M 1. 2. 3%/4H 21, 3/
O :
Dl o
& e

—1 >M3
Application Unalloyed Steels:
B Zugfestigkeit <800 N/mm

&SN , AL =<80041f/mm? (£JHRC22)

d1 P l1 I I3 d2 0 dt E I Il do @] g
R 88 2Kk 7k @k w2 ma L RY Fia &K K we me 8
M 25 x 035 0 9 28 21 215 M12 x 05 70 16 9 7 11,50
M 26) x 035 0 8 18 28 21 225 M12 x 075 70 16 9 7 11,20
M3 x 03 e e e e PR SO EE 11,00
M35 x 035 4 9 20 4 3 315 M12 x 125 70 20 9§ 7 10,80
M4 x 035 4 10 21 45 34 385 M12 x 15 70 2 9 7 10,50
M4 x 05 45 10 21 45 34 35 M13  x 1 70 20 11 9 12,00
M 45 x 05 50 12 24 6 49 400 M13 x 15 70 2 11 9 11,50
M5 x 05 50 12 24 6 49 450 M14 x 075 70 16 11 9 13,20
M6 x 05 56 12 27 6 49 55 M14 x 1 70 20 11 9 13,00
M6 x 075 56 12 6 49 520 M14 x 125 70 2 11 9 12,80
M7 x 075 56 12 6 49 620 M14 x 15 70 2 11 9 12,50
M® % 65 BE TR S o T T T L 14,00
M8 x 075 56 12 6 49 720 M15 x 15 80 20 12 9 13,50
M8 x 1 63 18 6 49 700 M16 x 1 80 20 12 9 15,00
MS o 0fa 5 16 ¢ ke gE (WME o 1% ) S S 14,50
M9 x 1 63 18 7 55 800 M17  x 1 80 20 12 9 16,00
Mg % 05 63 16 Y G5 nri Ui a S 17,00
M10 x 075 63 16 7 55 920 M18 x 15 80 2 14 1 16,50
M10  x 1 63 18 7 55 900 M18 x 2 80 2 14 11 16,00
M10  x 1 70 18 7 55 880 M20 x 1 80 2 16 12 19,00
M1l x 1 63 18 8§ 62 1000 M2 x 15 80 2 16 12 18,50

(e}
)}



wHEEFE2181 HSS DIN 2181 M F

Version Boss Graduation
e *No. 3in ISO 2-6H

BOOSERFIBBENISO 2-6H

Type of Hole
FLEGFRSE
o7
A1

Surface Treatment 7] &7
Catalogue-No. 2000 2000
e
Tolerance IS0 2-6H
BE

s Complete Set Va2 Fa2*

VAAY 1, 2, 3BV4A #1. 3}Y/%

0 |

MERN

|| d
E — __'1

—7 >M3
ﬂﬂplgﬁiﬂ" Unalloyed Steels:
= Tensile Strength = 800 N/mm?

AL , A <8004H/mm? ({IHRC22)

dq = I Io do 0 g a4 = I ] do 0 %
R< FiE 2K 7k W 0 g RY FiE 2K 7K HR O &
M20 x 2 80 22 16 12 1800 M36 x 15 100 25 28 22 34,50
M22 x 1 80 22 18 145 2100 M3 x 2 125 30 28 22 34,00
M22  x 15 80 22 18 145 2050 M36 X 125 36 28 22 33,00
M2 x 1 9 22 18 145 2300 M3 x 15 100 25 28 22 36,50
M24 x 15 90 22 18 145 2250 M39 x 2 125 30 32 24 37,00
M24 x 2 90 22 18 145 2200 M39 X 125 3% 32 24 36,00
M25 x 15 90 22 18 145 2350 M40 x 15 110 25 32 24 38,50
M26 x 15 90 22 18 145 2450 M42 x 15 110 25 32 24 40,50
M27  x 15 90 22 2 16 2550 M42 X 125 30 32 24 40,00
M27  x 2 90 22 20 16 2500 M42 x 3 125 36 32 24 39,00
M2 x 15 90 22 20 16 2650 M45 x 15 110 25 36 29 43,50
M30  x 1 90 2 2 18 2000 M45 x 2 125 30 36 29 43,00
M30 x 15 90 2 2 18 2850 M45 x 3 125 3 3 29 42,00
M30 x 2 90 2 2 18 2800 M48 x 15 140 25 36 29 46,50
M3 x 15 T P TR 3050 M4 x 2 140 30 3 29 45,00
M32 x 2 9 22 2 18 3000 M4 x 3 140 3 3 29 45,00
M3 x 15 100 25 25 20 3150 M50 x 15 140 25 3 29 48,50
M3 x 2 100 25 25 20 3100 M52 x 15 140 25 40 32 50,50
M34 x 15 100 25 28 22 32,50
M3 x 15 100 25 28 22 3350 () DIN Profile not IS0 (@Rt , IR

ar



' n Machine Nut Taps

Metric 1SO Fine Thread DIN 13  #lAsRigeess

PHMFKEM3S7  HSSE =~ DIN 357

M8 x 1 125 35 6 49 7,00
M10  x 1 140 35 7 55 9,00
M2  x 15 170 42 9 7 10,50
Mi4  x 15 190 42 1 9 1250
M6 x 15 200 45 12 9 14,50
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Contents eznz
Whitworth Thread BSW ZHIZF

HUF424E DIN 371/376 Machine Taps DIN 371/376

EEENE A4 DIN 351 Hand Taps HSS DIN 351

Whitworth Pipe Thread G DIN IS0 228 &% oF
HLAAZL4HE DIN 5156  Machine Taps DIN 5156
PrE225E DIN 5156 Roll Taps DIN 5156

RN FAZLHE DIN 5157  Hand Taps HSS DIN 5157

Cylindrical Pipe Thread Rp ISO 7/1 and DIN 2999 & HETF
A2 DIN 5156 Machine Taps DIN 5156

Whitworth Taper Pipe Thread Rc (formerly BSPT)
according to BS 21 and IS0 7/1, Taper 1:16 ERMETF

B4 Machine Taps

IE& Page

100 - 101
102

103 - 109
108
110

111

112

BSW/G/Rp/Rc



Machine Taps

Whitworth Thread BSW  sRgcmse

Pw
el
it

seifk@371  HSSE DIN 371

dq P 14 I 13 d. O

Ry om ok Tk s e e 2
W 1/16 60 45 8 28 2.1 1,55
W 3/32 48 50 9 28 21 210
W 1/8 40 56 10 18 35 27 2,35
W 5/32 32 56 10 20 4 3 2,85
W 3/16 24 70 14 25 6 49 3,90
W 732 24 80 16 30 6 49 450
W 1/4 20 80 16 30 7 5,5 510
W 5/16 18 90 18 35 8 6,2 6,60
W 38 16 100 20 39 10 5 8,00

100



5 n ' ~ Machine Taps

Whitworth Thread BSW  sasmsg

zblifm376  HSSE DIN 376

10 - 20 m/min
dq P I | o
R T 2K m”k 4‘%?% @ E{F e
W 7/16 14 100 20 8 6.2 8,40
w12 12 110 22 9 7 10,60
W 916 12 110 24 11 9 12,20
W 58 11 110 26 12 9 13,50
W 34 10 125 30 14 i 16,50
W 7/8 9 140 30 18 145 19,50
w1 8 160 36 18 145 22,25

107



Hand Taps

Whitworth Threads BSW  #&®F mst

e
——a
)

FhiEMm351  HSS DIN 351

Complete Set Va3 Ma3 Fa3
1. 2, 3yy4A L 2, 3WUx

- |
- . ‘

g4 P l b I3 d g dy P 11 o

RY T 2K 7K @K W& o & RT FE 2K 7K ﬁ@ Eﬁ

W 116 60 % 8 28 21 15 W 58 11 80 30 12 9 1350
w32 48 0 9 28 21 210 W 34 10 95 35 14 11 1650
W18 40 40 11 18 35 27 23 W B 9 100 35 18 145 1950
W 582 32 45 12 20 4 3 28 WA 8 110 38 18 145 2225
W 316 24 50 16 24 6 49 39 W 118 7 125 43 22 18 2500
W73 24 56 18 27 6 49 450 W 114 7 125 3 22 18 2800
W 1/4 20 56 2 27 6 49 510 W 138 6 150 45 28 22 3075
W 516 18 63 20 6 49 660 W112 6 150 53 28 22 3400
W 38 16 ) 7 55 800 W 158 5 150 58 32 24 3625
W76 14 70 2% 8 62 940 W 134 5 160 58 3% 29 3950
W 12 12 75 28 9 7 1060 W178  41R 190 63 36 29 42,00
wo9e 12 80 30 19 1220 W2 4172 180 63 40 32 4500

102



: n _- Machine Taps

Whitworth Pipe Thread DIN IS0 228 =ZRREFLsE

mHlEFkEMS156 HSSE DIN 5156

Rapid-UNI Grulo-UNI

dq ¥ Iy 12 2 5] B
R~ FE 2l VRS iz L)z s Sl
G 1/8 28 90 16 7 5,5 8,80

G 1/4 19 100 18 1 9 11,80

G 38 19 100 18 12 9 15,25

G 12 14 125 24 16 12 19,00

G 58 14 125 24 18 14,5 21,00

G 34 14 140 28 20 16 24,50

G 7/8 14 150 28 22 18 28,25

G 1 11 160 28 25 20 30,75
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HIEHKES1S6 HSSE DIN 5156 G

Version Straight Flute, Straight Flute, Ca. 40° Ca. 40°
B Form B, Form B, Right Hand Spiral, Right Hand Spiral,
with Spiral Point, with Spiral Point, Form G, Form C,
4 - 5 Threads Chamfer 4 - 5 Threads Chamfer ~ 2 - 3 Therads Chamfer ~ 2 - 3 Threads Chamfer
BiE |, iR BfE , Tinf 40°EhEsEhER A0 EENER
4-505|85%F 4-590 5|85 2-315|85F 2-3173|185F
Type of Hole ri =7 Y =7
ALz __ __ %ﬂ/ | |
7y 7y, ) B U %
%%%%Trealment Steam Tempered &ft. =y Steam Tempered &4t =Y
Catalogue-No. 7011/78 7011 6040/78 6040
e
Tolerance
BE
5 Rapid Vap. Rapid Grulo Vap. Grulo

:
|
|
]
:
— 1
a :
=i
|
=)
=~ | 4
=)
Application Unalloyed Steels;
BRI Tensile Strength <800 N/mm?
add. see Page 10, 11 AR , FHEH <8004/ mm? (KIHRC22)
Coolant
SHIERE Cutting Oil or Emulsion
EDEH sk
Cutting Speed v¢ 10 -20 m/min /%
YIHIhEE
dq P I Iz d? 0 g
R~ FE e i< w2 Py oD L2
G 18 28 90 16 7 55 8,80
G 14 19 100 18 11 9 11,80
G 38 19 100 18 12 9 15,25
G 12 14 125 24 16 12 19,00
G 58 14 125 24 18 14,5 21,00
G 34 14 140 28 20 16 24,50
G 7/8 14 150 28 22 18 28,25
G 1 11 160 28 25 20 30,75
G 118 11 170 30 28 22 35,50
G 11/4 11 170 30 32 24 39,50
G 138 11 180 a2 36 29 41,50
G 112 11 190 32 36 29 4525

(@]
=



0 "< < Machine Taps

Whitworth Pipe Thread DIN 1S0 228 zRa&FLs

HHIETF@EMs156  HSSE DIN 5156

Rapid-VA-G Grulo-Spez.-G

dq B I 2 2 0 -
R FE 2K D e L) _4‘%_ AR
G 1/8 28 90 16 7 55 8,80
G 14 19 100 18 1 9 11,80
G 38 19 100 18 12 9 15,25
G 112 14 125 24 16 12 19,00
G 58 14 125 24 18 14,5 21,00
G 34 14 140 28 20 16 24,50
G 7/8 14 150 28 2 18 28,25
G 1 11 160 28 25 20 30,75
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B‘;Yss

EHEFikEns156  HSSE DIN 5156 G

Version Straight Flute, Ca. 40° Straight Flute, Ca. 40°
H3E Form B, Right Hand Spiral, Form B, Right Hand Spiral,
with Spiral Point, Form C, with Spiral Point, Form C,
4 - 5 Threads Chamfer ~ 2 - 3 Threads Chamfer 4 - 5 Threads Chamfer ~ 2 - 3 Threads Chamfer
BiE, iR A0 GhEtRNER BiE , kiR 40°AhEaRNER
4-505|185F 2-37°5|8F 4-5105|85F 2-378 |85
Type of Hole 7r 7 - =
PR ) %/EV i __ h i
Ui ) Iy A
Surface Treatment Nitrided 24t =) Steam Tempered 46 Steam Tempered &/t
FEHE
Catalogue-No. 7055 6045 7235 6365
B
Tolerance
BE
Rapid-Spez. Grulo-Spez. Rapid-V4A Grulo-V4A

Application Unalloyed and Alloyed Steels; Tensile Strength < 1000 N/mm? Stainless Steels

BRI EASNUR S | with High Chromium-Nickel-Content

add. see Page 12-15 HURI) < 100048/ mm2(£IHRC32LU ) (VA-Steels) 5540

Coolant Cutting Qil Cutting Oil

B EFhE or Emulsion or Emulsion
YIEMEEL IR P HEREL IR

Cutting Speed v¢ 10 - 20 m/min 3 6- 10 m/min 3

s m/min /53> m/min #/43

dq P l Iz d2 O g

Rt T . UARLS R 9FE B A

G 1/8 28 90 16 7 55 8,80

G 14 19 100 18 11 9 11,80

G 38 19 100 18 12 9 15,25

G 12 14 125 24 16 12 19,00

G 34 14 140 28 20 16 2450

6 11 160 28 2% 20 3075
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Machine Taps

Whitworth Pipe Thread DIN IS0 228 s##&m&EFuLss

EHEFEMS156 HSSE DIN 5156

R FH 2K nE 1w Wl 4%;1&

G 18 28 90 16 7 55 8,80
G 14 19 100 18 1 9 11,80
G 38 19 100 18 12 9 1525
6 12 14 125 24 16 12 19,00
G 34 14 140 28 20 16 24,50
G 78 14 150 28 2 18 2825
G 1 11 160 28 25 20 3075
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n Roll Taps |
L Whitworth Pipe Thread DIN IS0 228 &FirELs#

g HkEms1se HSSE DIN 5156

Formex TiN

_..'.|;._-._F___._..I'-___._.___:;_d..;.-.-i;__' o

(-9

—
H
fhr

T2 L e
1/8 28 Q0 16 7 55 9,30
1/4 19 100 18 1 9 12,50
3/8 19 100 18 12 9 16,00
112 125 24 16 12 20,00
3/4 14 140 28 20 16 25,50
1 1 160 28 25 20 82,00

2
&
W
R
R
:

D000 60 ;
—_— .-.
™~
k.

-y

* The recommended core hole diameters are for reference purpose only.
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n _ Machine Taps

Whitworth Pipe Thread DIN IS0 228 ##&m&EFLss

HHIETFREMS156  HSSE DIN 5156

'.a I1I
i
e _
i
i
i
I5
1 2
. 3
1
[
|
|
= il
|
[
T
i
1
I
s
il | d-l
N
1
[
I

dq P l 3 2 i) -
R FE 2K E 1w Itz 4%, EiRES
G 1/8 28 90 16 7 55 8,80
G 14 19 100 18 11 9 11,80
G 38 19 100 18 12 9 15,25
G 12 14 125 24 16 12 19,00
G 58 14 125 24 18 14,5 21,00
G 34 14 140 28 20 16 24,50
G 78 14 150 28 22 18 2825
G 1 11 160 28 251 20 130,75
G 11/8 11 170 30 28 22 35,50
G 114 11 170 30 a 24 39,50
G138 11 180 32 36 29 41,50
G 112 11 190 32 36 29 4525
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[l' ~ Hand Taps

Whitworth Pipe Thread DIN IS0 228 &®EFREFLE

BEHIETFRE@EMS157  HSS DIN 5157

Complete Set
1.2, 3my4A

; a R a2 5] @ .-
18 28 63 18 7 55 8,80
1/4 19 70 20 11 9 11,80
38 19 70 20 12 9 15,25
112 14 80 22 16 12 19,00
5/8 14 80 22 18 145 21,00
34 14 %0 2 20 16 24,50
7/8 14 90 22 2 18 28,25
1 11 100 25 5 20 3075
1B N 125 0 28 22 35,50
114 1 125 30 2 24 39,50
138 N 125 30 36 29 4150
1Me N 140 30 36 29 4525
134 N 140 36 40 32 51,00
2 1 160 40 45 35 57,00

2=
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dy P
R FE
Rp 1/8 28
Rp 1/4 19
Rp 3/8 19
Rp 1/2 14
Rp 3/4 14
Rp 1 L
Rp11/2 11
Rp 2 11

Machine Taps

Cylindrical Pipe Thread ISO 7/1 and DIN 2999 s &maF sk

i

100
100
125
140
160
190
220

R
THE

16
18
18
24
28
28

HHIRpEFHKIEMS156(HAEFRPS )

i

1
12
16
20
25

0
)=

55

12
16
20
29

HSSE DIN 56156

8,55
11,40
14,90
18,60
24,10
30,25
44.75
56,75
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BUISS

RHRCEF HBossI@THHEABIPT) HSSE Boss specs. Rc (BSPT)
Version - Core Hole Diameter for
F3/IbE] Strla:;]grhnz !gute. American Taper
: 4 Pipe Thread
2 - 3 Threads Chamfer NPT, Taper 1 : 16
=1 1 acc. to ANSI B 1.20.1
2-318185F TARKERBL.20. 1408
Type of Hole g 1: 16898EEIRIT
AL S g;ﬂ% FLERELTR 53 A, BTRFS
%ﬂlé é,}_l‘é rough-drill
et cylindrically
urface Treatme
EERE B7) ARSEIERF 2
Catalogue-No. i
me 900 (52 )
gy
Tolerance
e

i )

&g
2

Depth of Hole mm
(4

4[]l N
v rough-drill cylindrically
2 y ‘
and grind conically
= with reamer
B G FLIS ST B E
— & RO R
M (B4R )
B | | J 803
SR . i
N elg E} —
Application Unalloyed Steels; E:;; § 5
BRI Tensile Strength < 800 N/mm? = £ i3
add. see Page 16,17 AL , RN <8004-H/mm? (HRC22) Q\Q\\\) L
Coolant Cutting Oil |
EEAEES or Emulsion I,
LA SFAE ( ghkiE)
Cutting Speed vg 5-10 m/min \
IS /min 453
rough-drill cylindrically
FLERE A AZ R ARG BZ R
dq P Iy Iz d2 U X-Dim* @D, DepthofHole @D, gD, DepthofHole
RY FE 2K VRS wE i LiFE LR &E AR
Rc 1/8 28 90 12 7 55 8.9 8,20 11,90 810 857 11,90
Re 1/4 19 100 20 11 9 133 11,00 17,70 1075 1145 17,70
Rc 3/8 19 100 12 12 9 137 14,50 18,10 1425 1495 18,10
Rc 1/2 14 125 20 16 12 18,1 18,00 24,00 17,75 18,63 24,00
Rc 3/4 14 140 20 20 16 19,5 23,50 25,30 23,00 24,12 25,30
Rc 1 11 160 3 2% 20 231 29,50 30,60 29,00 30,29 30,60

* The recommended X-dimensions are for reference purpose only.  EINEIXRT{Rite=
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Contents gsnz T Page

American Taper Pipe Thread NPT, Taper 1 : 16 acc. EFINPTERI T4
to ANSI B 1.20.1, for Threads with Sealing Compound  {%3£#5B1.20.1. FiH

HUFBZZ$E  Machine Taps 114
FEARHLEBZ2E  Short Machine Taps 115

American Taper Pipe Thread NPTF, Taper 1 : 16 acc. EFINPTFEFITF 2258
to ANSI B 1.20.4, for Threads without Sealing Compound {%3£4781.20.4, FEH

HUFRZ2HE  Machine Taps 116
KSARALARZ2H#E  Short Machine Taps 117

American Cylindrical Pipe Thread NPSM acc. to ANSI B 1.20.1
EHINPSMEE s ikE47BL.20.1, HmEHA

P44~ DIN 5156 Machine Taps ~ DIN 5156 118

113

NPT/NPTF/NPSM



B JSS

EHINPTERIFKkBossigiH(BATRRNPT) HSSE Boss specs. NI I

Version Straight Flute, Ca. 15° Ca. 15° Core Hole Diameter
F bR Form C, Right Hand Spiral, Right Hand Spiral, for American
2 - 3 Threads Chamfer Form C, Form C, Taper Pipe Thread
2 - 3 Threads Chamfer ~ 2 - 3 Threads Chamfer NPT, Taper 1: 16
=1 15°hEtRnEm 15°AhEIRAER acc. to ANSI B 1.20.1
2-315|185%F 2-315|185%F 2-375185F THAREEFRBL.20.14155
Type of Hole 7i i ?'“% 1 : 16A0MEEIRLT
AR . | [ /H | AmEBRA B
) 2k G ! 7 707
my ‘ L1 ' a9 . rough-drill
Surt cylindrically
:%IE?;.BETIBHMOIH B7] TiN-Coating 2%k Steam Tempered &{t. AUEFLEIFZ @I
" R~
Catalogue-No. 75 75
e 6700 6750/80 6750 (H5L2)
Tolerance 804
ﬁﬁ L
o 1 \ | E —_
‘e ' g | i
MV M NG
10 i\
N\
a rough-drill cylindrically
= and grind conically
oy with reamer
BiLFLIERA I AR
Wi RIER ISR
o '| i _ (8TI2)
| J i / aD3
. ¥ .

— N 2! E ”
Application Unalloyed Steels: < 800 N/mm* ~ Nodular Cast Iron and Stainless Steels B 8| X
IEFFIE FBEW, Fih Malleable Cast Iron (V2A-Steels) L E 5
add. see Page 16,17 <8004:4f/mm? (ﬁHRCZZ} TREREEE: AR =T \W

A\

Coolant Cutting Oil Dry, Air Cutting Oil :

SR or Emulsion or Emulsion or Emulsion £

HIHIE SR T SEEIE TIEH sFLits (§53L42)
Cutting Speed v¢ 5 - 10 m/min 3 15 - 20 mymin 3 - 6 mymin 3K/
YR m/min /53 m/min /% m/min /%3
rough-drill cylindrically
ARG RAZ RS ARG RBZ R

d1 4 1 2 d2 0 X-Dim* BD,  DepthofHole ©D, 8D, DephofHoe
R~ FE 2 UALN weE mf LR FLiF iR &R 1R
1/16 27 90 12 6 49 9,7 6,25 12,00 6,00 639 12,00
1/8 27 90 12 7 55 9.7 8,50 12,00 8,25 874 1200
1/4 18 100 20 11 9 14,2 11,10 17,50 1070 1136  17.50
3/8 18 100 22 12 9 145 14,70 17,60 1410 1480 17,60
1/2 14 125 22 16 12 19,0 18,00 22,90 1740 1832 22,90
3/4 14 140 22 20 16 195 2325 23,00 2260 2367 2300
1 1172 160 32 25 20 234 29,25 27,40 2850 2969 27,40
11/4 1172 170 32 32 24 239 38,00 28,10 3700 3845 2810
112 112 190 36 36 29 239 44,25 28,40 4350 4452 2840
2 112 220 36 45 35 243 56,25 28,40 5500 5656 2840

* The recommended X-dimensions are for reference purpose only.  ERINAIXR H{RitsE
114



Version
e
Type of Hole
FLAYFRSE
Surface Treatment
EERE
Catalogue-No.
s
Tolerance
BE
e
31
da
i~ dy
1

11
Application
SR
add. see Page 16, 17
Coolant
Cutting Speed vg
CIHEE
dq P
R FH
1/16 27
18 27
1/4 18
3/8 18
12 14
3/4 14
1 11172
11/4 112
112 112
2 111/2

EHINPTE R SFHKBossIZIT(BAIFRNPT)

Straight Flute,
Form C,
2 - 3 Threads Chamfer

BiE
2-3731SF

Steam Tempered &4

2700

Unalloyed Steels; < 800 N/mm?

FEEW , fhrh
<8004/ mm? (YJHRC22)
Cutting Oil
or Emulsion
Yl sl
5-10 m/min ¥/
lh I2 d2
2K UBESS R
56 12 6
63 12 7
63 20 11
70 22 12
80 22 16
100 22 20
110 32 25
125 32 32
140 36 36
160 36 45

Ca. 15°
Right Hand Spiral,
Form C,
2 - 3 Threads Chamfer

15°GhERIERA
2-315|85F

=

W i

Steam Tempered St

7
/

2750

Stainless Steels

(V2A-Steels)
BB
Cutting Ol
or Emulsion
tIEH sRFL R
3 - 6 m/min /%
O X-Dim*
=]
49 9,7
55 9,7
9 14,2
9 14,5
12 19,0
16 19,5
20 234
24 239
29 239
35 243

HSSE Boss specs. NI I

Core Hole Diameter
for American Taper
Pipe Thread
NPT, Taper 1 : 16
acc. to ANSI B 1.20.1

TFLRHERRBL. 20,1358
1: 16MHEEIRILT

FLAREL TR A, BREGFR

rough-drill
cylindrically
ARENFLRIF Z Y
R

(#k2)

N

\

Depth of Hole mm
( FLE)

N

rough-drill cylindrically
and grind conically

with reamer
BEYFLISRRTI AL HEE
B R
(BTIR)
803
1
\ 'lglﬁ E —
i) i ]
] g %
E‘Iﬁ B ™
N -
g0
(#3L2)
rough-drill cylindrically .
FLAEBAZRY AR ARBZRY
g, Degth of Hole go, gD, DephdHoe
R F AR BN R
6,25 12,00 6,00 6,39 12,00
8,50 12,00 8,25 8,74 12,00
11,10 17,50 10,70 11,36 17.50
14,70 17,60 14,10 14,80 17,60
18,00 22,90 17,40 18,32 22,90
23,25 23,00 22,60 23,67 23,00
29,25 27.40 28,50 29,69 27,40
38,00 28,10 37,00 38,45 28,10
44 25 28,40 43,50 44 52 28,40
56,25 28,40 55,00 56,56 28,40

* The recommended X-dimensions are for reference purpose only.  EEVAIXR TN {itsE

o



BHUISS

v

Version
e
Type of Hole
FLAYFRSE
Surface Treatment
RHFE
Catalogue-No.
BE
Tolerance
BE
‘_;'.F'F;':'I_f
MMM
4[]l
dz
—
T
& | | y
|||
1
Application
B E
add. see Page 16,17
Coolant
SHIFRE
Cutting Speed v¢
tIElERE
dq P
R FH
1/16 27
1/8 27
1/4 18
3/8 18
1/2 14
3/4 14
1 11172
11/4 11172
11/2 11172
2 11172

—
)]

Unalloyed Steels; Tensile Strength < 800 N/mm?

3
£
90
90

100
100
125
140
160
170
190
220

* The recommended X-dimensions are for reference purpose only. ESYEIXR SHRteE

Straight Flute,
Form C,
2 - 3 Threads Chamfer

=t
2-373185F

<

’Q!J{._._._l.

0%

B7]

6700

FEEW , RS

<8004-#f/mm? (£JHRC22)

Cutting Qil
or Emulsion
TIEH SRR

5-10 m/min /%

I2 da
UBES R
12 6
12 7
20 11
22 12
22 16
22 20
32 25
32 32
36 36
36 45

0
L))

4.9

5,5

9

9
12
16
20
24
29
35

X-Dim*

9,7

9,7
14,2
14,5
19,0
19,5
234
239
239
243

EFINPTFERIMAF KBossigiH HATMANPTF) HSSE Boss specs.

rough-drill cylindrically

NPTF

Core Hole Diameter
for American Taper Pipe
Thread NPTF,
Taper 1: 16
acc. to ANSI B 1.20.4

THARKSEIRBL.20.4405E
1: 16MsEEIRT

FLAkEL75E05> A BRESFR
rough-drill
cylindrically
ARERFLEIRGF Z 1Y
R

(k2 )

gDy

7%
%

(FLiw)

Degpth of Hole mm

Y

I
I
I
I
|
I
“l“
I
I

rough-drill cylindrically
and grind conically
with reamer

B.AAFLIE AT BB
HIEIR T

(87)#&)

§

)

R
!

Taper 116 |

Depth of Hole mm
(FL

FLAkE A AZ RS
gD, Depth of Hole
LR LiF
6,15 12,00
8,40 12,00
11,00 17,50
14,50 17,60
17,75 22,90
23,00 23,00
29,00 27,40
37,50 28,10
44,00 28,40
56,00 28,40

($5k12)
FLEEE S FHBZ R

@D, @D, Depthoftioke
AR IR LR

6,00 641 12,00

8,25 876 12,00
1070 1140 17,50
1410 1484 17,60
1740 1833 22,90
2260 2368 23,00
2850 2972 27,40
3700 3848 2810
4350 4455 28,40
5500 5659 28,40



Version
5B

Type of Hole
FLAGRPSE

Surface Treatment
KHAE
Catalogue-No.
BS

Tolerance
BE

]

d

I —
4[]
da
|
|

.
o | X
‘ 1

Application
1B

add. see Page 16,17
Coolant
REIFNSE

Cutting Speed ve
CIHEE

dq P
Rt FH
1/16 27
1/8 27
1/4 18
3/8 18
112 14
3/4 14

1 11172
11/4 11172
11/2 11172
2 1112

SEFINPTFERAFHKBossIRITH(HATMANPTF) HSSE Boss specs.

Straight Flute,
Form C,
2 - 3 Threads Chamfer

B
2-375|185

Steam Tempered &t

2700

NPTF

Core Hole Diameter
for American
Taper Pipe Thread
NPTF, Taper 1: 16
acc. to ANSI B 1.20.4

TFRHERBL.20.45158
1: 16H9#EEIRT
FLAkEL LA, BFIFH

rough-drill
cylindrically
AEEFLIEBEF Z 3N
R

(#hk2)

ghq

\

Deph of Hole mm
(FLiR )

TN

|
I
|
1
|
I
_l__
I
I

rough-drill cylindrically
and grind conically

with reamer
BEhFLIGRRAT] A ELERE
RS
(&T)=)
8D
: N
Unalloyed Steels; Tensile Strength < 800 N/mm? = —~
EEEW , A0 5 %
<8004-i/mm? (£JHRC22) § iz
Cutting Oil _r
or Emulsion
PIHHR siFL R \
' (44L2)
5-10 m/min /%
rough-drill cylindrically
B A AZ RS FLAkBS A BZ R
I Iz da 0 X-Dim* gD, DepthofHole @D, @D, Dephoftoe

£k UBE-S wiE W kR FLiF ke g LR

56 12 6 49 9,7 6,15 12,00 6,00 641 12,00

63 12 7 5,5 97 8,40 12,00 8,25 876 12,00

63 20 11 9 14,2 11,00 17,50 10,70 1140 17,50

70 22 12 9 14,5 14,50 17,60 1410 1484 17,60

80 22 16 12 19,0 17,75 22,90 17,40 1833 22,90

100 22 20 16 19,5 23,00 23,00 2260 2368 2300

110 32 25 20 23,4 29,00 27,40 2850 2972  27.40

125 32 2 24 239 37,50 28,10 27000 aBAs aadl

140 36 36 29 239 44,00 28,40 4350 4455 2840

160 36 45 35 24,3 56,00 28,40 5500 56,59 28,40

* The recommended X-dimensions are for reference purpose only. EEXAIXR R {ites



n . Machine Taps American Cylindrical Pipe Thread
\ 1 Taper 1 : 16, according to ANSI B 1.20.1 EFIEETERLHE (NWEHR)

A\l L

1/4 18 100 18 11 9 12,00
38 18 100 18 12 9 16,50
12 14 125 24 16 12 19,00
34 14 140 28 20 16 24,50
1 11172 160 28 25 20 30,50
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Contents gzmz T Page
Unified-Coarse-Threads UNC ANSI B 1.1 SE##24(

#1225 DIN 371/376  Machine Taps DIN 371 / 376 120 - 129
SIRNFF22H#E DIN 351 Hand Taps HSS DIN 351 130

Unified-Fine-Threads UNF ANSI B 1.1 Z=HI4A5F
HUEBZ2$E DIN 371/374 Machine Taps DIN 371 / 374 131 - 140
SRINFE A4 DIN 2181 Hand Taps HSS DIN 2181 141

Unified-Extra-Fine-Thread UNEF ANSI B 1.1 EFIRA T

T EB444E DIN 374 Machine Taps DIN 374 142

Unified-Thread UN, 8- and 12-Thread ANSI B 1.1 E&I3E#RT

HEB444E DIN 374 Machine Taps DIN 374 143

119

UNC/UNF/
UNEF/UN



u . Machine Taps

Unified-Coarse-Thread ANSI B 1.1 iZREiEsees

EHIEEM371  HSSE DIN 371 ' ‘

Rapid-UNI Grulo-UNI

L h I3 2 o ﬁm

R T S VAL-S < RE s D
N4 - 40 56 10 18 35 27 2,35
NLS - 40 56 10 18 35 27 2,65
NLE - 32 56 10 20 4 3 2,85
N8 - 32 63 12 21 45 34 3,50
NL10 - 24 70 14 25 6 49 3,90
NL12 - 24 80 16 30 6 49 4,50
14 - 20 80 16 30 7 55 510
516 - 18 90 18 3 8 62 6,60
3 - 16 100 20 39 10 8 8,00

120



' [l Machine Taps

Unified-Coarse-Thread ANSI B 1.1 ZrARdEstess

Ehlk@M376  HSSE DIN 376 '

Rapid-UNI Grulo-UNI

O] ..
@
;{ S

| P Gl 2 dp ] L
RY =& 2k Tk 7 s % e
516 - 18 90 18 6 49 6.60
38 - 16 100 20 7 55 8.00
1”2 - 13 110 22 g 7 10.80
58 - 1 110 26 12 9 13.50
34 - 10 125 30 14 11 16.50

127



Version
e
Type of Hole
FLAYRRSE
Surface Treatment
EHRE
Catalogue-No.
BS
Tolerance
HE
T T
o —1
B
Application
ERME
add. see Page 10-13
Coolant
Cutting Speed vg
PIHEE
dq P
RY T
N 2 - 56
N 3 48
N 4 5 40
N 5 - 40
Nr 6 32
N 8 - 32
N 10 - 24
NL 12 - 24
4 - 20
516 - 18
38 - 16

122

Straight Flute, Ca. 40°
Form B, Right Hand Spiral,
with Spiral Point, Form C,

4 - 5 Threads Chamfer 2 - 3 Threads Chamfer
BEiE, Sims 40°AhEaRhER
4-549°5|5f 2-39°8 |85

/T
- 7 :
97 ) b
B7] B7]
7010 4040
2B 2B
Rapid Grulo

Unalloyed Steels;
Tensile Strength < 800 N/mm?

EELWEL , FTHLH <8004-1/mm?2(#9HRC22LAT)

Cutting Ol
or Emusion
TIHEIHELFLE

10 - 20 m/min  %/%

I I2
2K VAL
45 9
50 9
56 10
56 10
56 10
63 12
70 14
80 16
80 16
90 18
100 20

18
18
20
21
25
30
30
35
39

Ehlik®Em371 HSSE DIN 371 UNC

Straight Flute, Ca. 40°
Form B, Right Hand Spiral,
with Spiral Point, Form C,

4 - 5 Threads Chamfer 2 - 3 Threads Chamfer
BEiE , ki A0°FAHiEtENER
4-59°5|5f/ 2-31° 5155

7 1]
vm gg!/; ;
AY % a
B87] 87
7265 4345
2B 2B
Rapid-VA-G Grulo-Spez.-G

[ I

& 4

Aluminium Alloys, Copper Alloys
IEESMEL , AL <8004HH/mm?
(BJHRC22LLF) SHEE HES BiEK

Cutting Oil
or Emulsion
EIHHERALICR

10 - 30 m/min >K/%>

t2 O p
i mIfy Y
28 2.1 1,85
2.8 2] 2,10
35 2,7 2,35
35 2.7 2,65
4 3 2,85
45 34 3,50
6 49 3,90
6 49 4,50
7 55 510
8 6,2 6,60
10 8 8,00



Version

B

Type of Hole
FLAYFRZE

Surface Treatment

RERE

Catalogue-No.

BS

Tolerance

BE

:. d2

Ea
Application
SR
add. see Page 10-13
Coolant
RERE
Cutting Speed ve
YIHIER
4 P
R> FH
1/4 20
5/16 18
38 16
716 14
1/2 13
9/16 12
5/8 11
3/4 10
7/8 9
1 8

Straight Flute,
Form B,
with Spiral Paint,
4 - 5 Threads Chamfer
=L

4-543155F
W,
&7
7011

2B

Rapid

EHlkiE376  HSSE DIN 376 UNC

Ca. 40°
Right Hand Spiral,
Form C,
2 - 3 Threads Chamfer
A0°GhEtBNER
2315|185

b T
e
nl
)

7

B7]

6040

2B

Grulo

Unalloyed Steels;
Tensile Strength < 800 N/mm?

LMk , FIALH <8004 1/mm2(ZJHRC22LATF)

Cutting Qil
or Emulsion
=N e R 4

10 - 20 m/min  2%/4

E S

80

90
100
100
110
110
110
125
140
160

I2 d2
UAESS R
16 45
18 6
20 7
20 8
22 9
24 11
26 12
30 14
30 18
36 18

Straight Flute,
Form B,
with Spiral Point,
4 - 5 Threads Chamfer

B, S
4-51°3|9F
W
7]
7275

2B
Rapid-VA-G

Ca. 40°
Right Hand Spiral,
Form C,
2 - 3 Threads Chamfer
A0°EhEsRIER
2-315185F

% !%
. %

B87]

6345
2B

Grulo-Spez.-G

Aluminium Alloys, Copper Alloys
Sk |, ndiI <8005 1H/mm?
(JHRC22LLF) A€ HaSE S

Cutting Oil
or Emulsion
[ iR e 4

10 - 30 m/min /%>

0
)22

34
4,9
55
6,2
i
g
9
11
14,5
14,5

8 1

510
6,60
8,00
940
10,80
12,20
13,50
16,50
19,50
22,25

123



Version
B

Type of Hole
FLAGFRE

Surface Treatment
REARE

Catalogue-No.
s

Tolerance

; D]
il
- o + dq
|
Application
add. see page 12-15
Coolant
SR
Cutting Speed v
HIEhEE
dq P
Rt T
Nr. 4 - 4D
NL 5 - 40
NL 6 - 32
NrL 8 - 32
NL10 - 24
Nr12 - 24
14 - 20
516 - 18
38 - 16

124

Es)ikem371 HSSE DIN 371 UNC

Straight Flute, Ca. 40° Straight Flute, Ca. 40°
Form B, Right Hand Spiral, Form B, Right Hand Spiral,
with Spiral Point, Form C, with Spiral Point, Form C,

4 - 5 Threads Chamfer 2 - 3 Threads Chamfer 4 - 5 Threads Chamfer ~ 2 - 3 Therads Chamfer
BiE , iR 40°FheiEhER BiE , s 40°FhEEhER
4-510519F 2-315|85F 4-505|5F 2-37 3|85

' i n |
: % \ 5 : V / :
W = WY -
Nitrided &t B7] Nitrided &t B7]
7045 4045 2456 4245
2B 2B 2B 2B
Rapid-Spez. Grulo-Spez. Rapid-Spez.-R Grulo-Spez.-R

l

Unalloyed and Alloyed Steels; Tensile Strength < 1000 N/m? Unalloyed and Alloyed Steels; Tensile Strength < 1200 N/m?

WU REEW | PR ERW ,
AL < 1000441/ mm2(#JHRC32LLF) LD < 12004-40/mm2(#4JHRC38LLF)
Cutting Oil Cutting Qil
or Emulsion or Emulsion
TDREIHEALAE TIREHa LR
10 - 20 m/min  #/% 5-10 m/min /%
h I2 I3 d2 O %
£ UBEsS EilTia i L)) -eok- F 42
56 10 18 35 2.7 2,35
56 10 18 35 2.7 2,65
56 10 20 4 3 2,85
63 12 21 45 3.4 3,50
70 14 25 6 49 3,90
80 16 30 6 49 4,50
80 16 30 7 5,5 5,10
90 18 35 8 6.2 6,60
100 20 39 10 8 8,00



Version
e

Type of Hole
FLAGFRE

Surface Treatment
FHIRE

Catalogue-No.
S

Tolerance
B

Application
1B

add. see Page 12-15
Coolant
R

Cutting Speed v¢
TIHRE

dq P
R FH
38 - 16
716 - 14

17 - 13
916 - 12

58 - 11

3 - 10

78 - 9

1 = 8

Z4liRmEm37e HSSE DIN 376 UNC

Straight Flute, Ca. 40° Straight Flute, Ca. 40°
Form B, Right Hand Spiral, Form B, Right Hand Spiral,
with Spiral Point, Form C, with Spiral Point, Form C,

4 - 5 Threads Chamfer ~ 2 - 3 Threads Chamfer ~ 4 - 5 Threads Chamfer ~ 2 - 3 Threads Chamfer
Bi# |, Linf 40°EhERIER Hig , &inf AO°EHEENER
4-515|185F 2-37°3|85F 4-540°5|8F 2-37038 185

/i | i
72 707 .
W ) U /W 78
Nitrided &1t B7] Nitrided &t B7]
7055 6045 7255 6245
2B 2B 2B 2B
Rapid-Spez. Grulo-Spez. Rapid-Spez.-R Grulo-Spez.-R

Unalloyed and Alloyed Steels; Tensile Strength < 1000 N/m?® Unalloyed and Alloyed Steels; Tensile Strength < 1200 N/m?

SNBSS , FEEWMHERESN ,
FTHL < 10004-80/mm2(£9HRC32LLF) AL < 12004-4/mm2(£9HRC38LLF)
Cutting Oil Cutting Oil
or Emulsion or Emulsion
A R L s el 7

10 - 20 m/min X/93 5-10 m/min #/%3

h Iz dp 0 %
£k VAR 1z r9fs 3
100 20 7 5,5 8,00
100 20 8 6.2 9,40
110 22 9 7 10,80
110 24 1 9 12,20
110 26 12 9 13,50
125 30 14 11 16,50
140 30 18 145 19,50
160 36 18 145 22,25



EHlkEM371  HSSE DIN 371 UNC

Version Straight Flute, Ca. 40° Straight Flute,
e Form B, Right Hand Spiral, Form C,
with Spiral Point, Form C, 2 - 3 Threads Chamfer
4 - 5 Threads Chamfer 2 - 3 Threads Chamfer
B, T A0°AHERAER =11
4-515|85F 2315|185 2-313 |85
Type of Hole 7 7 70
A1/ % A 22
Surface Treatment e
emae Steam Tempered &t Steam Tempered &t Nitrided &4t
Catalogue-No. 7225 4365 4058
BE
Tolerance 2BX 2BX 2BX
Y5
T Rapid-V4A Grulo-V4A C-GG
o
1ile
Tl e
-
Application Stainless Steels Grey Cast Iron
B with High Chromium-Nickel-Content
add. see Page 10-13 (VA-Steels) 7RiE4 TRIB %
Coolant Cutting Oil Cutting Ol
BRFPE or Emulsion .
ISR e
Cutting Speed v¢ 6-10 m/min X 10 - 20 m/min /%
e m/min /43 m/min  3K/%3
dq P h I I3 dp 0 g
R~ T £ VAN i< e lity= 4o FLAZ
N 4 - 40 56 10 18 35 2.7 2,35
NL 5 - 40 56 10 18 35 2.7 2,65
NL 6 - 32 56 10 20 4 3 2,85
NL 8 - 32 63 12 21 45 34 3,50
Ne10 - 24 70 14 25 6 49 3,90
Nri2 - 24 80 16 30 6 49 4,50
14 - 20 80 16 30 7 55 5,10
516- 18 90 18 35 8 62 6,60
38 - 16 100 20 39 10 8 8,00
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Version
e
Type of Hole
FLAYFRE
Surface Treatment
EERE
Catalogue-No.
B
Tolerance
S
f%?:‘
d
i
e Ak
Application
B
add. see Page 10-13
Coolant
Cutting Speed v
YIHRE
d1q P
RY FE
516 - 18
38 - 16
M6 - 14
12 - 13
916 - 12
58 - 11
4 EE D
7 - 9
1 - 8
118 - i
11/4 - 7
138 - 6
11/2 6

Straight Flute,
Form B,
with Spiral Point,
4 - 5 Threads Chamfer

BiE , ik
4-515|85F
W,

Steam Tempered &t
(235
2BX

Rapid-V4A

=HkER376 HSSE DIN 376 UNC

Ca. 40°
Right Hand Spiral,
Form C,
2 - 3 Threads Chamfer

A0 IEIRTER
2375185

[

Steam Tempered &t

6365

2BX

Grulo-V4A

Stainless Steels
with High Chromium-Nickel-Content

(VA-Steels) F&5i0

P HE A
6 - 10 m/min /%>

] I2
ES <
o0 18
100 20
100 20
110 22
110 24
110 26
125 30
140 30
160 36
180 40
180 40
200 45
200 45

d2 0
=z tpe |
6 49
7 55
8 6,2
g 7
1 9
12 9
14 11
18 14,5
18 14,5
22 18
22 18
28 22
32 24

Straight Flute,
Form C,
2 - 3 Threads Chamfer

=L |
2375|1857

Nitrided &1
6008
2BX

C-GG

Grey Cast Iron

AEEES
Cutting Qil
tIElA

10 - 20 m/min /%>

£ s

6,60

8,00

9,40
10,80
12,20
13,50
16,50
19,50
22,25
25,00
28,00
30,75
34,00

127



' n ~ Machine Taps

Unified-Coarse-Thread ANSI B 1.1 SwEmEEL®

SEhlk@Em371 HSSE DIN 371 ' \

t P I 2 I3 d2 o _%_ )

RY FE 2K AL s 1w Mufs ol 42

Nr 1 - 64 45 8 28 2.1 1,55

N2 - 56 45 9 28 2.1 1,85

Nr. 3 - 48 50 9 2.8 2.1 2,10

N4 - 40 56 10 18 35 2,7 2,35

Nr. 5 - 40 56 10 18 35 2.7 2,65

N6 - 32 56 10 20 4 3 285

Nr. 8 - R 83 12 21 45 34 3,50

Ne10 - 24 70 14 25 6 49 3,90

Nr.12 - 24 80 16 30 6 49 4,50
14 - 20 80 16 30 7 5,5 510
516 - 18 90 18 35 8 2 6,60
38 - 16 100 20 39 10 8 8,00
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{1 Machine Taps

Unified-Coarse-Thread ANSI B 1.1 @#EmE#ELH

EhlikiEm376 HSSE DIN 376 l

t P h l2

_ P ; 5 2 o ﬁ,
RY FE 2K nE R )=z} L2
WM - 20 80 16 45 34 510
516 - 18 90 18 6 49 6,60
38 - 16 100 20 7 55 8,00
76 - 14 100 20 8 62 9,40
17? - 13 110 22 9 7 10,80
916 - 12 110 24 sk 9 12,20
5 - 1 110 26 12 9 13,50
34 - 10 125 30 14 1 16,50
78 - 9 140 30 18 14,5 19,50
1 - 8 160 36 18 14,5 22,25
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R%
Nr. -
Nr. -

130

=}

64
56
48
40
40

32

32
24
24
20
18
16
14

Hand Taps

Unified-Coarse-Thread ANSI B 1.1 &#®mF Rt

EhikEm3s1  HSS DIN 351

Complete Set Va3 M a3 F a3+
1, 2, 3¥y4# 1, 2, 34U

=¥ 1 M d=l o i

h B % o & ) " h I
2K K @K #E N - RY FH 2K K
36 8 2,8 2,1 155 12 - 13 75 28
3 9 28 21 18 916 - 12 80 30
40 9 2.8 2.1 210 58 - 11 80 30
40 1 18 3.5 2.7 235 S0 95 35
40 11 18 35 27 2866 I8 - 9 100 35
45 12 20 4 3 2,85 1 - 8 110 38
45 13 21 45 34 35  118- 7 125 43
50 16 24 6 49 390 104 - 7 125 43
5 18 271 6 49 450 138 - 6 150 45
56 22 27 6 49 510 112 - 6 150 53
63 20 6 49 6,60 134 - 5 160 58
70 23 7 55 800 2 - 412 180 63
70 95 8 6.2 940

% o
wWiE A
9
"
12
14
18
18
22
2
28
28
36
40

7

1
14,5
14,5
18
18
22

29

10,80
12,20
13,50
16,50
19,50
2225
28,00
30,75
34,00
39,50
45,00



_ n _ Machine Taps

Unified-Fine-Thread ANSI B 1.1  ZR®&Gsass

Rapid-UNI Grulo-UNI

dy B h Iz I3 2 0 _& A
R~ FE 2K T Mix wE =] {351 -
N 4 48 56 8 18 35 2,7 2,40
NL 5 - 44 56 9 18 35 2.7 2,70
NL 6 - 40 56 10 20 4 3 2,95
NL 8 - 36 63 12 21 45 34 3,50
Ne 10 - 32 70 12 25 6 49 4,10
NL 12 - 28 80 12 30 6 49 4,60
/4 28 80 12 30 7 55 5,50
516 - 24 90 15 35 8 62 6,90
3|8 - 24 90 18 39 10 8 8,50
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' l] ~ Machine Taps

Unified-Fine-Thread ANSI B 1.1  SR&E%ass

ERIMTFREM374 HSSE DIN 374 l

Rapid-UNI Rapid-UNI

516 - 24 % 15 6 49 6.90
- 24 % 18 7 55 850
1/2 - 20 100 18 9 7 11.50
58 - 18 100 18 12 9 14,50
34 - 16 110 24 14 1 17.50
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EFEF @371 HSSE DIN 371 UN F

Version Straight Flute, Ca. 40° Straight Flute, Ca. 40°
F e Form B, Right Hand Spiral, Form B, Right Hand Spiral,
with Spiral Point, Form C, with Spiral Paint, Form C,
4 -5 Threads Chamfer 2 - 3 Threads Chamfer 4 - 5 Threads Chamfer 2 - 3 Threads Chamfer
BiE, s 40°aHERNER BiE , SinE A0°ATERRNER
4-505|S5F 2-375|185F 4-505|8F 2-31 5|85
Type nf Hole ﬁiﬂﬁ ' 7 é ! yw:-
LV 4} 0 W i
Surface Treatment
EEAE B7] 87] B7] 87]
Catalogue-No. 7010 4040 7265 4345
g
Tolerance 28 28 28 28
e
S Rapid Grulo Rapid-VA-G Grulo-Spez.-G
I f
Lile ¢
) Y G 1
B ., _: t
Application Unalloyed Steels; Aluminium Alloys, Copper Alloys
BRI Tensile Strength < 800 N/mm? eSS , ki <8004 i/ mm?
add. see Page 10-13  JESSWEk , FALD<B004E/mm*(KIHRC22LAT) (IHRC22LIF) 82 {ias BN
Coolant Cutting Oil Cutting Ol
FeEIRpE or Emulsion or Emulsion
YIHIHEkFL AR IR EERL R
Cutting Speed vg 10 - 20 m/min 10 - 30 m/min
e m/! K/ m/min >K/53
dy P Iy I2 I3 d2 [l :
RT  FH% S T TS e ] Pl
N 2 - 64 45 8 28 2,1 1,85
N 3 - 56 50 8 2,8 2,1 2,15
N 4 - 48 56 8 18 35 2.7 2,40
NL 5 - 44 56 9 18 35 2.7 2,70
NL 6 - 40 56 10 20 4 3 2,95
N 8 - 36 63 12 21 45 3.4 3,50
NL10 - 32 70 12 25 6 49 4,10
NL12 - 28 80 12 30 6 49 4,60
14 - 28 80 12 30 7 5,5 5,50
516 - 24 90 15 35 8 6.2 6,90
38 - 24 90 18 39 10 8 8,50
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EFImFKEM374 HSSE DIN 374 UNF

Version Straight Flute, Ca. 40° Straight Flute, Ca. 40°
e Form B, Right Hand Spiral, Form B, Right Hand Spiral,
with Spiral Point, Form C, with Spiral Point, Form C,
4 - 5 Threads Chamfer ~ 2 - 3 Threads Chamfer ~ 4 - 5 Threads Chamfer ~ 2 - 3 Threads Chamfer
BfE , i 40°ANEAEIER BiE |, s A0 HEHENE R
4-57518F 2-315|85F 4-515|55F 2-373|85F
Type of Hole O = :
A1 | E: A1 L
Surface Treatment
Catalogue-No. 7011 6040 7275 6345
BE
Tolerance 2B 2B 2B 2B
BE
e Rapid Grulo Rapid-VA-G Grulo-Spez.-G

[
i
= =
o =

Application Unalloyed Steels: Aluminium Alloys, Copper Alloys

SRR Tensile Strength =< 800 N/mm? eSS , FHH <8004l /mm?

add. see Page 10-13  FEALMEL , HAH <8004/ mm2(ZIHRC22LLTF) (B9HRC22LLF) HHE® HEE BiEN

Coolant Cutting Oil Cutting Oil

BT or Emulsion or Emulsion
PIBRsAL R IEHERELE

Cutting Speed vc 10 - 20 m/min 3K 10 - 30 m/min 3K/

et / KIS m/min /%3

dq P J I2 d2 0 ;

RY  #M 2k TS 7z A 4 ne

14 - 28 80 12 45 34 5,50

546 - 24 90 15 6 49 6,90

a8 - 94 90 18 7 55 8,50

76 - 20 100 18 8 6.2 9,90

"7 -2 100 18 9 7 11,50

916 - 18 100 18 11 9 12,90

58 - 18 100 18 12 9 14,50

3 - 16 110 24 14 ¥ 17,50

78 - 14 125 24 18 145 20,50

1 S 140 28 18 145 23,25
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Version
s

Type of Hole
FLEGEE

Surface Treatment
KEARE

Catalogue-No.
ne

Tolerance
BE

L]

Application
BRI
add. see Page 12-15

Coolant

Cutting Speed v
IHEE

N 4 - 48
N &5 - 44
N 6 - 40
N 8 - 36
N0 - 32
Nri2 - 28
14 - 28
516 - 24
38 - 24

ST REM371 HSSE DIN 371 UNF

Straight Flute, Ca. 40° Straight Flute, Ca. 40°
Form B, Right Hand Spiral, Form B, Right Hand Spiral,
with Spiral Point, Form C, with Spiral Point, Form C,

4 - 5 Threads Chamfer ~ 2 - 3 Threads Chamfer ~ 4 - 5 Threads Chamfer ~ 2 - 3 Threads Chamfer
BiE , ks 40°EEIBER =1 40° A hEIRhER
4-503|85F 23731857 4-51518F 2373195

77 ) 0
WY ) W 0
Nitrided &4t 87 Nitrided &t B7]
70456 4045 7245 4245
2B 2B 2B 2B
Rapid-Spez. Grulo-Spez. Rapid-Spez.-R Grulo-Spez.-R

0
&

7

Unalloyed and Alloyed Steels;
Tensile Strength = 1000 N/mm?

Unalloyed and Alloyed Steels; Tensile Strength < 1200 N/mm?
FESMBERESI , HTHD<120054-1/mm?2

ESENEE , HiHAD<1000440/mm2(#£JHRC32LLF) (Z9HRC38LATF)
Cutting Oil Cutting Ol
or Emulsion or Emulsion

LIRHEFAR PIEHE LR

10 - 20 m/min  3K/43 9-10 m/min /%

I I2 I3 d2 O 4
2k IS TS 72 Fufy LEE
56 8 18 3.5 2.7 240
56 9 18 3.5 2 2,70
56 10 20 4 3 295
63 12 21 45 3.4 3,50
70 12 25 ] 49 410
80 12 30 ] 49 4,60
80 12 30 7 5,9 5,50
90 15 35 8 6.2 6,90
90 18 39 10 8 8,50

)



EHMTFRENZ74 HSSE DIN 374 UNF

Version Straight Flute, Ca. 40° Straight Flute, Ca. 40°
e Form B, Right Hand Spiral, Form B, Right Hand Spiral,
with Spiral Point, Form C, with Spiral Point, Form C,
4 -5 Threads Chamfer 2 - 3 Threads Chamfer 4 - 5 Threads Chamfer ~ 2 - 3 Threads Chamfer
B | S 40°ahEERNER =L A0° A HEEER
4-503|185F 23731857 4-513518F 2375195
Type of Hole "n'.f/ : =
FLAYFRE ) / ' . il
W 7 LU )
Surface Treatment o o
HEAE Nitrided &k B7] Nitrided &4t 87
Catalogue-No. 7065 6045 7255 6245
BE
Tolerance 28 28 28 28
BE
s Rapid-Spez. Grulo-Spez. Rapid-Spez.-R Grulo-Spez.-R
i
E
o _:— 4
Application Unalloyed and Alloyed Steels; Unalloyed and Alloyed Steels: Tensile Strength < 1200 N/mm?
R Tensile Strength < 1000 N/mm? ESSNUR 2SN |, Hifh<1200415/mm?2
add. see Page 12-15  JF&ASiRE , HRLI<100048/mm2(£IHRC32LAT) (#JHRC38LAT)
Coolant Cutting Oil Cutting Oil
SR or Emulsion or Emulsion
PIRIHERFLLIR PIRIHEFLIR
Cutting Speed v¢ 10 - 20 m/min 3K 5-10 m/min /%
o m/! b s) m/min- 3K/
dy P [ I2 d2 0 ;
RY  #% sk Tk e ) 4 e
716 - 20 100 18 8 6,2 9,80
172 - 20 100 18 9 7 11,50
916 - 18 100 18 11 9 12,90
58 - 18 100 18 12 9 14,50
34 - 16 110 24 14 11 17,50
78 - 14 125 24 18 14,5 20,50
1 - 12 140 28 18 14,5 23,25



Version
bIbEA

Type of Hole
FLAYFPE

Surface Treatment
REIRE
Catalogue-No.
Bne

Tolerance

BE

. DI
Jile
J fe
Application
EIZE LSS
add. see Page 10-13
Coolant
AR
Cutting Speed v
YIHIEE
4 &
R T
Nr. 4 - 48
NL 5 - 44
N 6 - 40
N 8 - 36
Nr. 10 -3
Nr. 12 - 28
14 - 28
516 - 24
38 - 24

Straight Flute,
Form B,
with Spiral Point,
4 - 5 Threads Chamfer

BiE , kiR
4-515|87F

),
Steam Tempered St
7225
2BX

Rapid-V4A

I
&

SR @371 HSSE DIN 371 UNF

Ca. 40°
Right Hand Spiral,
Form C,
2 - 3 Threads Chamfer

A0 lEra
2-315|185%

7 7l
.
% 72

Steam Tempered F4t
4365

2BX

Grulo-V4A

Stainless Steels
with High Chromium-Nickel-Content
(VA-Steels) F55M

Cutting Oil
or Emulsion
IHHER LR
6 - 10 m/min /4>
H I2 I3 d2
i< UAESS EJIGS 1R
56 8 18 35
56 9 18 35
56 10 20 4
63 12 21 45
70 12 25 6
80 12 30 6
80 12 30 7
90 15 35 8
90 18 29 10

Straight Flute,
Form C,
2 - 3 Threads Chamfer

BiE
2375185

Nitrided it

4068

2BX

C-GG

Grey Cast Iron
=2

Cutting Ol
HIElA

10 - 20 m/min /%>

. Y
Pty - FLR
2.7 2,40
27 2,70
3 2,95
3.4 3,50
49 4,10
49 4,60
55 5,50
6.2 6.90
8 8,50

(O'%]
<



Version
HiSE

Type of Hole
FLAGHPE

Surface Treatment
RERE

Catalogue-No.
BE

Tolerance
B

|
i
o
|
|
— |
- |
G
:
:
)
o~ 'l %
|
[T
Application
EFEME
add. see Page 10-13
Coolant
SR
Cutting Speed vg
IEERE
dq P
R~ FE
5116 - 24
38 - 24
716 - 20
12 - 20
9116 - 18
58 - 18
34 - 16
7 - 14
1 = 12
11/8 - 12
11/4 - 12
138 - 12
149 12

138

Straight Flute,
Form B,
with Spiral Point,
4 - 5 Threads Chamfer
BiE , inm

4-510 5185
L1
Steam Tempered St
7235

2BX

Rapid-V4A

EHmFkEm374a HSSE DIN 374 UNF

Ca. 40°
Right Hand Spiral,
Form C,
2 - 3 Threads Chamfer
A0°ETEREER
2-31°5|85F

- i
i
o

Steam Tempered &k

6365

2BX

Grulo-V4A

Stainless Steels
with High Chromium-Nickel-Content
(VA-Steels) A<sE4K

= s e R R A
6 - 10 m/min /%>

] I2
£ IRk
90 15
90 18
100 18
100 18
100 18
100 18
110 24
125 24
140 24
150 36
150 36
170 36
170 36

d2 ]
R Ly
6 49
7 5,5
8 6,2
9 7
11 g
12 9
14 11
18 145
18 145
22 18
22 18
28 22
28 22

Straight Flute,
Form C,
2 - 3 Threads Chamfer

BfE
23451857

/W /

Nitrided &4t

6008

2BX

C-GG

Grey Cast Iron

KRBk
Cutting Oil
HIRH

10 - 20 m/min X/%>

—gr Lz

6,90

8,50

9.90
11,50
12,90
14,50
17,50
20,50
23,25
26,50
29,50
32,75
36,00



Machine Tap

Unified-Fine-Thread ANSI B 1.1 @ &mEmLE

Sl EM371 HSSE DIN 371 '

P I3 _ o g_ .
RY T 2K K EIGSS wiE =] - FlAE
NNO - 80 40 8 25 2,1 1,25
Ne1o- T2 45 8 28 21 1,55
NL3 - 56 50 8 28 21 215
NLd4 - 48 56 8 18 35 27 2,40
NE 5 - 44 56 9 18 35 27 2,70
Nh 6 - 40 56 10 20 4 3 2,95
Nr 8 - 36 63 12 21 45 34 3,50
Nh 10 - 32 70 12 25 6 49 4,10
NL 12 - 28 80 12 30 6 49 4,60
14 - 28 80 12 30 7 5,5 5,50
516 - 24 90 15 35 8 62 6,90
3 - 24 90 18 39 10 8 8,50

139



nl- ~ Machine Taps

Unified-Fine-Thread ANSI B 1.1  @#EmE#LE

EHMEFEM374 HSSE DIN 374 l

1/4 - 28 80 12 45 34 5,50
516 - 24 90 15 6 49 6,90
w - 2 % 18 r 55 850
me - 20 100 18 8 62 9,90
172 - 20 100 18 9 7 11,50
916 - 18 100 18 1 9 12,90
58 - 18 100 18 12 9 14,50
34 - 16 110 24 14 11 17,50
78 - 14 125 24 18 14,5 20,50
1 P 140 24 18 145 2325

140



' n & Hand Taps

Unified-Fine-Thread ANSI B 1.1 =S#saFmask

EHIHFEm2181 HSSE DIN 2181 '

Complete Set Va2 Fa2*
1. 2, 3y4A 1. 30y

d
_d
> Y4 Zoll

m 7] b 4 Al Im}.: :-....:.-...‘.:.'.i

a1 " b 2 . d P h 2 I3 d
R FE iﬁﬂﬁ%ﬁﬁmﬂﬁﬁv T éﬁﬂﬁﬁﬁﬁ&lﬁ
Np 0 - 80 32 7 25 21 125 38 - 24 63 18 7 55 850
N1 - 72 36 8 28 21 155 7116 =20 70 18 8 62 990
NL 2 - B4 36 9 28 21 18 12 =0 70 20 9 7 1150
N3 - 56 40 9 28 21 215 916 - 18 70 20 11 9 1290
Nr 4 - 48 40 8 18 35 27 240 58 - 18 70 20 12 9 1450
NL 5 - 44 40 8 1BNg s 272 aN F8i - 18 80 22 14 A1 1750
N 8 - 40 45 9 20 4 3 2% 78 - 14 80 22 18 145 20,50
N 8 - 36 45 10 21 45 34 350 1 S 10 0 2 18 145 2325
Nr10 - 32 50 12 24 6 489 410 118 - 12 €N 22 22 18 2650
Nri12 - 28 56 12 27 6 49 480 114 - 12 90 22 22 18 2950
14 - 28 56 12 27 6 49 550 138 - 12 1256 30 28 22 3275
516 - 24 63 18 6 49 690 112 - 12 125 30 28 22 36,00

147



Version
e

Type of Hole
FLAGFRE

Surface Treatment

RERE

Catalogue-No.
ik

Tolerance
e

4[]
| %

= L 4
Application
EE
add. see Page 14, 15
Coolant
Cutting Speed v
PIEIERRE
tdyq P
R~ FE
114 - 32
5/16 - 32
38 - RY)
7116 - 28
12 = 28
9/16 - 24
58 - 24
34 - 20
78 - 20
1 £ 20

Straight Flute,
Form B,
with Spiral Point,
4 - 5 Threads Chamfer

BfE | Sinf
4-510°5|18F

A
Steam Tempered St
7055/78

2B

Rapid-Spez. Vap.

=4RamnoHkE374 HSSE DIN 374 UNEF

Ca. 40°

Right Hand Spiral,

Form C,

2 - 3 Threads Chamfer

7
!
o
o
o

W

A0°ETERIER
2-3151S5F

n
727

Steam Tempered &4t

6045/78

2B

Grulo-Spez. Vap.

Unalloyed Steels; Tensile Strength = 1000 N/mm?

FESNEREEH |

HH73 < 1000450/ mm2(ZJHRC32LLTF)

J] )
£k VALIS
80 12
90 15
90 18
90 18
100 18
100 18
100 18
110 24
125 24
140 24

Cutting Oil or Emulsion
PIHERE AR

10 - 20 m/min /4>

da 0
LT Ity =
45 3.4
6 49
7 55
8 6.2
9 7
1 9
12 9
14 11
18 14,5
18 14,5

4%— Lz

5,60

7,20

8,80
10,25
11,80
13,30
14,75
17,75
21,00
24,25



1) ' Machine Taps

Unified-Thread, 8- and 12-Thread ANSI B1.1 FHRSHLHE

SEHIFRKEM374 HSSE DIN 374

Grulo-V4A

di P o Iz d o & -
Ra 7% 2K VALS e - - A2
UN 8-Thread 458

118 - 8 180 35 22 18 25,50
114 - 8 180 40 22 18 28,75
112 - 8 200 36 28 2 35,00
134 - 8 200 36 36 29 41,50

2 = B 225 40 40 32 47,75

UN 12-Thread ZFE§12

134 - 12 180 2 36 29 42,50

2 - 12 190 2 40 2 48,75

143
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Steel Conduit Pipe Thread Pg DIN 40 430 & B EIROILLH
HUFB444# DIN 40 430 Machine Tap DIN 40 430

=IRINE 22 DIN 40432  Hand Tap HSS DIN 40432

Metric IS0 Trapezoidal Thread DIN 103 #$F8R4 2246
HEFABLI\ FRLLHE Single Cut Taps
PR F R Trapezoidal Sets

146

147

148
149

145




Version
5B

Type of Hole
FLAYRRSE

Surface Treatment
EERE
Catalogue-No.
B

Tolerance

BE

|

1|

|

| | d2

l

.
l
il
)
o e

Application
B
Coolant
Cutting Speed v
YIEIEE
dq P
R FE
Pg 7 20
Pg 9 18
Pg11 18
Pg13,5 18
Pg16 18
Pg21 16
Pg29 16
Pg36 16
Pg42 16
Pg48 16

146

Straight Flute,
Form B,
with Spiral Point,
4 - 5 Threads Chamfer
B, iRf
4-515|55F

W,
&7

7011

Boss Specs. Boss#lsE

Rapid

|

||

TEEEIEROURENA0 433

Straight Flute,
Form C,
2 - 3 Threads Chamfer

BfE
2-3105185F

‘n ae

B87J

6002

Boss Specs. BossilsE
C

Unalloyed Steels;
Tensile Strength = 800 N/mm?

HSSE DIN 40 433 Pg
Ca. 15°
Right Hand Spiral,
Form C,
2 - 3 Threads Chamfer

15°AhEtRiEfy
2-3158 |85

H

7

B7]

6030

Boss Specs. Bossilit

Rsp

EELMEL , FALD<B004H/mm2A(LIHRC22LAT)

| I2
<l URESS
100 20
100 20
110 20
125 24
125 24
150 28
170 30
190 k¥
190 3
220 40

Cutting Oil or Emulsion
Pl m ke 4

10 - 20 m/min /%>

dz o
LS LAty
9 7
12 9
14 "
16 12
18 14,5
22 18
28 22
36 29
40 32
45 35



dq
Ry

Pg 7
Pg 9
Pg11
Pgi135
Pg16
Pg21
Pg29
Po3
Pg42
Pg48

[

20
18
18
18
18
16
18
16
16
16

Hand Tap

Steel Conduit Pipe Thread Pg DIN 40 432

Complete Set

1. 2. 3B/

100
140
140
160

S REHERLUKEMA0 432

SBEH TR

HSS DIN 40 432

11,35
13,95
17,35
19,15
21,25
26,95
35,60
45,60
52,60
57,90

147
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&
A

DO GG W N

Single Cut Taps

Metric 1SO-Trapezoidal Thread DIN 103  ##igoi s

jamﬂ %'&

12
16
18
20
22
22

145

16
18
18

teragyy  HSSE

8,20
925
11,25
S12.25
14,25
16,25
17,25
19,25
21,25
23,25
2425



[' ' Trapezoidal Sets

Metric ISO Trapezoidal Thread DIN 103 #feRo ALk

wrage  HSSE

Complete Set Va3 M 43 F 43*
1. 2. 3848 B 2, 3B

_ P h I2 d2 0 ﬁ
R FiE 2K VA% e ity =: o B4R
T1I0 x 2 90 35 7 55 8,20
WA % 3 110 45 8 62 9,25
R 130 45 10 8 11,25
T16 x4 140 55 1" 9 12,25
T8 x 4 150 55 12 9 14,25
T2 x4 160 55 15 12 16,25
T2 x5 180 70 16 12 17,25
T24 x 5 190 70 18 145 19,25
™26 x 5 210 70 20 16 21,25
T2 x 5 220 70 22 18 2325
T3 x 6 240 85 22 18 24,25

149






EG-Metric 1SO-Standard-Thread EG-M DIN 1SO Part 2
for Thread Inserts ATIPELHE
HLEB%L4E DIN 371/376 Machine Taps DIN 371/376

EG-Unified-Coarse-Thread EG-UNC ., ...,
for Thread Inserts EFPELHE

A DIN 371/376 Machine Taps DIN 371/376

152 - 153

154 - 155

1861

EG-M/EG-UNC



AHIPEREM371 HSSE DIN 371 EG'M

Version Straight Flute, Ca. 40° Straight Flute, Ca. 40°
e Form B, Right Hand Spiral, Form B, Right Hand Spiral,
with Spiral Point, Form C, with Spiral Point, Form C,
4 - 5 Threads Chamfer 2 - 3 Threads Chamfer 4 - 5 Threads Chamfer 2 - 3 Threads Chamfer
BiE , kst A0°FHE RN BiE ., fin A0° AR
4-50 5|85 2-315|185F 4-51°5155F 2-31 5|85
Type of Hole 7 Y :
AR . y . i
Al 2 i W 0
Surface Treatment iN-Coafi P
erLoe TiN-Coating &%k TiN-Coating &4k B7J B7]
g:;afﬂ!l"ﬂ"'ﬂ- 7265/54/80 4345/54/80 7010/54 4040/54
ey
_g';ﬂ"“ 6H mod 6H mod 6H mod 6H mod

Rapid-UNI Grulo-UNI Rapid Grulo

!

+
1

i

3
Application UNiversal Use in a Broad Material Range Unalloyed Steels; Tensile Strength =< 800 N/mm?
PETREL L BeEESS11TNRE 7265/80 FESWERESW

EEITEE10PIENE SR FUAIJ7 <8004 /mmA(£JHRC22LAF)
Coolant see Page 10 Cutting Oil
RS iHe%ERELITMHELS 7265/80 or Emulsion

AU BTN IEFAT eSOV S IR
Cutting Speed v¢ see Page 10 I ;
e BLE 10 - 20 m/min  2¥/4>
dq P J I2 I3 d2 0 y
Rt FiE ES T ;K e Py JUER:
EGM 25 045 56 10 18 35 2,7 2,65
EGM 3 05 63 12 21 45 34 3,15
EGM 35 06 70 14 25 6 49 3.70
EGM 4 07 70 14 25 6 49 420
EGM 5 08 80 16 30 6 49 5.25
EGM 6 1 90 18 35 8 6.2 6,30
EGM 8 1,25 100 20 39 10 8 8.40

n
M2



NP EREN376 HSSE DIN 376 EG'M

Version Straight Flute, Ca. 40° Straight Flute, Ca. 40°
F/I5eA Form B, Right Hand Spiral, Form B, Right Hand Spiral,

with Spiral Point, Form C, with Spiral Point, Form C,

4 - 5 Threads Chamfer 2 - 3 Threads Chamfer 4 - 5 Threads Chamfer 2 - 3 Threads Chamfer
B, i A0 FEsBEER i, ks AR
4-545 |85 2-317 5185 4-545|8F 2-375185
Type of Hole _ 7i T Yy
a0 , W/, , 27,
s"ﬂm Tl'llatlllllllt TiN-Coatin M- i :
. %ﬁ?ﬁ%_ﬁ i ting &k TiN-Coating 5% B7] 87
g;glﬂ!i“ﬂ-ﬂ"- 7275/54/80 6345/54/80 7011/64 6040/54
T
Tolerance 6H mod 6H mod 6H mod 6H mod
BE
I Rapid-UNI Grulo-UNI Rapid Grulo
d2
= E
= (=
= e : % f
Application UNIversal Use in a Broad Material Range Unalloyed Steels; Tensile Strength <800 N/mm?
BRI BEEOSBIITHORE 7275/80 FALTURAEN
add. see Page 10, 11 XS SH10RAYETE S 74 R <8004 /mm2(£JHRC22LATF)
Coolant see Page 10 Cutting Oil
EEE S ESEEFSE11HAES 7275/80 or Emulsion
LERI S 10TAIS KRR RUEHE R A

Cutting Speed v¢ see Page 10 10 - 20 m/min 3K/43
P BL AL
dy P I I2 d2 o p
RY B 2k Tk 7S sy 4 ne
EGM 10 15 110 22 9 7 10,40
EGM 12 1,75 110 24 1 9 12,50
EGM 14 2 110 2 12 9 14,50
EGM 16 2 125 30 14 11 16,50

—A
o

£



Straight Flute,
Form B,
with Spiral Point,
4 - 5 Threads Chamfer

B, finm
4-503185F

A
TiN-Coating 5%k

7265/564/80

2B mod

Rapid-UNI

|

ERHPEMRENST1

Ca. 40°
Right Hand Spiral,
Form C,
2 - 3 Threads Chamfer

A0°AEiRNER
23475185

TiN-Coating #%k

4345/54/80

2B mod

Grulo-UNI

i

UNIversal Use in a Broad Material Range
BEEERFLIITAES 7265/80

Version
5B
Type of Hole
FLAGFRSE
Surface Treatment
REAE
Catalogue-No.
B
Tolerance
BE
MMM
o] ‘“
:l da
= l
\ o/
o
-
=
Application
B
add. see Page 10, 11
Coolant
P
Cutting Speed v¢
YIEERRE
dq P
R~ T
EGN. 4 - 40
EGN. 5 - 40
EGNr. 6 32
EGNr 8 - 32
EGNr. 10 24
EGN. 12 - 24
EG 14 - 20
EG  516- 18

EEX IS8 10T RIES 4%
see Page 10
HSEERF1IMAVELS 7265/80
EEXIEE10TaRYIS EIRpERRIGR
see Page 10
il
I I2 I3
2K i< i<
63 12 21
63 12 21
70 14 25
80 16 30
80 16 30
80 16 30
90 18 35
100 20 39

HSSE DIN 371

Straight Flute,
Form B,
with Spiral Point,
4 - 5 Threads Chamfer

BiE , finf
4-575|18%F

Y

B7]

7010/64

2B mod

Rapid

EG-UNG

Ca. 40°
Right Hand Spiral,
Form C,

2 - 3 Threads Chamfer
40°ANERIER
2315|185

%

i 7R/

! /.
I
%7

é

87]

4040/54

2B mod

Grulo

f
&

Unalloyed Steels; Tensile Strength = 800 N/mm?

EESNERESH ,
R <8004HH/mm2(#JHRC22LATF)
Cutting Oil
or Emulsion
PIHRek LR
10 - 20 m/min  K/%
d2 O
w2 pufs Bae
45 3,4 3,10
45 3.4 3,40
6 49 3,80
6 49 4,40
7 55 5,20
7 55 5,80
8 6,2 6,70
10 8 8,40



ERIPERENE76  HSSE DIN 376 EG'UNC

Version Straight Flute, Ca. 40° Straight Flute, Ca. 40°
e Form B, Right Hand Spiral, Form B, Right Hand Spiral,
with Spiral Point, Form C, with Spiral Point, Form C,
4 - 5 Threads Chamfer 2 - 3 Threads Chamfer ~ 4 - 5 Threads Chamfer 2 - 3 Threads Chamfert
BiE , ks A0 HER R BiE , Sinf 40°aHEREER
4-545|85F 2-315|85F 4-505185F 2318|185
Type of Hole : T i: o
FLioRh . i l . " .
n i my Jm
%‘%%Ggfeﬂmﬂ"t TIN-Coating 4k TiN-Coating %%k = =
%?éalouue-ﬂﬁ- 7275/54/80 6345/54/80 7011/54 6040/54
ggﬂ'“ 28 mod 2B mod 2B mod 2B mod
E Rapid-UNI Grulo-UNI Rapid Grulo
o]
!l d2
o e = ie_—%
-+ = =
Application UNIversal Use in a Broad Material Range Unalloyed Steels; Tensile Strength < 800 N/mm;,
St 5% I RB1IRARE 7275/80 FASNEREEN
add. see Page 10, 11 LS 1 0T ERE S R AL <8004/ mm?(ZJHRC22LLTF)
Coolant see Page 10 Cutting Oil
RS EEEERBLIRMES 7275/80 or Emulsion
EEASE 10TRATS KRR IR CIRVEELALR
Cutting Speed v¢ see Page 10 Ny L
e B 10 - 20 m/min  2K/%
dq P H I2 da 0 p
R T 2K T 1wz w2 % iz
EG 38 - 16 110 22 9 7 10,00
EG 716 - 14 110 24 11 9 11,60
EG12 - 13 110 26 12 9 13,30
EG 916 - 12 125 30 14 11 15,00
EG 58 - 11 125 30 14 11 16,50

EG 34 - 10 140 30 18 14,5 19,75

-y
o
o






FHDE). BRELXIEBERS Dry Cutting / MKS = Minimum Lubrication System 158

BEEEHRER  Hardness 159
YIHIZ2 #7412 Recommended Core Hole Diameter for Taps 160 - 162
SRR TR for Roll Taps 163
FEEE. BEIEMYJEIERE  Tolerance- Recommended Cutting Speeds and RPMs 164
2458898 R4318  Taps - Technical Vocabulary 165
BAARREIE  Thread Profile 166
FEZ2$#ERIFSE  Tolerance For Roll Tap 167
TIBIZHE9FEEE  Tolerance For Cutting Tap 168
2558 /a3  How to Find the Right Tool 169

157

Technical Part



B SS

MKS = Minimum Lubrication System via 2-Phase-Technology

MKS =%

Maximum productivity in
cutting technology stands for
working up to high speeds. The
resulting temperatures have to
be absorbed, tool and material
need to be cooled and lubrica-
ted to achieve high tool life.

The newly developed nozzle
technology ensures the deep
penetration of the finde-dosed
coolant/lubricant into the cut-
ting area and thus results in a
high cooling and lubrication
effect. The coolant/lubricant is
applied via a 2-phase-nozzle.
The coolant/lubricant jet is
enveloped by an “air cushion”
so that an unwanted mixture of
liquid particles with the
surrounding air is excluded.

The coolant/lubricant dismant-
led into microscopic particles
cannot even be hurled away by
high centrifugal forces (the dis-
advantage of full lubrication).
The cooling and lubricating
gffect can thus be used to its
full extend.

Criteria: Cost

» Volume reduction of coolants
and lubricants

» Increased tool life

* Reduced disposal and clea-
ning costs

» Maintenance-free

PERAE

O RERNSEIREEH
© IRFHEESS

O [HEETERAE

O HEHERR

Proven Use in:
« Tapping

» Thread Rolling
= Thread Milling
= Drilling

» Reaming

EESHRG
TEAEWANSERLE  SETHIE
wERM , BEEAmETNETR
B, Anfaras iR e 3s Rl T4 e
ZRRYSH / EREIRA L, B
EEHNEEVMEZ,

HTAERIIESIR | AI{RIERSED
/ B AV SRR BT HI
O, AAES A R ERIRER |
Z_HRHRRERR TR /
EREEA (=88] RE, B
BEER S EENESEamEE
BpALIEIEO.
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SREOATHINE | FeLBEFKiE
LRUERR , XFEEERYSED /
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e
) Ey

) 4471
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Criteria: Cooling

* Increased cooling effect

= Goolant/lubricant dismantled
into microscopic particles

» Best cooling and lubricationg
results

SRR

O WMSHHER

O HRIBSH / ISR AR
O BENSH / RN

Tool cooling and lubrication in an air cushion

Criteria: Environmental

» Machining without tailings

« Saves costs of disposal

» Reduction of environmental
load

» Eliminates health problems

IME{RIF

© INITRTRAEMmERE
O TiEm LHAIE
O FoISRAMESH

O TARERHFRF

Criteria: Efficiency

= Simple, clean and safe ope-
ration

« Well-dosed coolant and lubri-
cant

« Reduced consumption due to
independant regulation of air
and liquid volumes

* Increased tool life

© B, T2, THIURE
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B JSS

@ERER HARDNESS CONVERSION TABLE

B RCEE IR ARE
Approximate relafionship between various hardness scales
(HRC)  (HY) REEEHE) TEEEE I ECRE (9 iEEE (RO
REGEE VIR 10mmzk f5E29.42Kn Rockwell Hardness SEREEET MRS N/mm2 R
CIEfE  Diamond Brinell Hardness 29.42kn Rockwell Hardness Shore Approx Bl

Rockwell ~ Pyramid sderoscope tensile  Rockwell
e (RS W5 HRD) N 45N

Hardness C- Hardness TR = | Hardness  sten Hardness
t Hutgrent g el rsmaso7N AmolorN O VAE g %l gt
scale150kg Number Standard Hultgren Tungsten @@ Z1/16intk @% 147 1n 7E294.2n fE4413N number  N/mm2  Cscale
?.
A scale D sca

Vickers  10mm ball 10mm ball carbide ghi Superficial Superfical - Superficial 150kg
10mm  “eokg  1/16in  100kg 30N 45N

68 940 - - - 85.6 - 76.9 93.2 84.4 75.4 97 - 68
67 900 . : : 85.0 : 761 929 836 742 % 2 67
66 865 ; : - 845 " 754 925 828 733 % = 66
65 832 - 739 83.9 - 745 92.2 81.9 720 9 - 65
64 800 - 722 83.4 - 73.8 91.8 811 7.0 88 - 64
63 72 - - 705 82.8 - 73.0 914 80.1 £69.9 87 - 63
62 746 - - 688 82.3 - 72.2 911 79.3 68.8 85 - 62
61 720 - - 670 81.8 - 715 90.7 78.4 67.7 83 - 61

60 697 - 390 654 81.2 - 70.7 90.2 7.5 66.6 a1 - 60
59 674 - 38 634 80.7 - 69.9 89.8 76.6 65.5 80 - 59
58 653 ; 371 615 80.1 x 69.2 893 75.7 643 78 - 58
57 633 ) 362 595 796 - 685 889 74.8 632 76 2 57
56 613 - 353 577 79.0 - 67.7 88.3 73.9 62.0 T - 56
55 595 - 344 560 78.5 - 66.9 879 73.0 60.9 74 2079 it
54 577 - 336 543 78.0 - 66.1 874 72.0 59.8 42 2010 54
53 560 - 327 525 774 - 65.4 86.9 ThR 58.6 7 1952 53
52 544 500 319 512 76.8 - 64.6 B6.4 70.2 574 69 1883 52
51 528 487 an 496 76.3 - 63.8 859 69.4 56.1 68 1824 51

50 513 475 301 481 759 : 631 855 68.5 55.0 67 1755 50
49 498 464 294 469 752 g 62,1 85.0 676 538 66 1687 49
48 484 451 286 455 741 ; 614 845 66.7 525 64 1638 48
47 47 442 279 443 741 - 60.8 83.9 65.8 514 63 1579 47
46 458 432 21 432 736 - 60.0 83.5 64.8 50.3 62 1530 46
45 446 421 264 421 731 - 59.2 83.0 64.0 49.0 60 1481 45
44 434 409 258 409 725 - 58.5 82.5 63.1 47.8 58 1432 44
43 423 400 253 400 72.0 - 57.7 82.0 62.2 46.7 57 1383 43
42 412 390 247 390 7.5 - 56.9 81.5 61.3 455 56 1334 42
41 402 381 243 381 709 : 56.2 80.9 60.4 443 55 1294 #1

40 392 a7 237 371 704 : 55.4 80.4 5.5 431 54 1245 40
39 382 362 23 362 69.9 - 54.6 79.9 58.6 419 52 1216 39
38 ar2 353 226 353 69.4 - 53.8 79.4 57.7 40.8 51 TI7T 38
v 363 344 219 344 68.9 - 53.1 78.8 56.8 396 50 1157 37
36 354 336 212 336 68.4 {109.0) 52.3 78.3 55.9 38.4 49 1118 36
35 345 327 203 327 67.9 {108.5) 51.5 TET 55.0 bl 48 1079 35
34 336 319 194 319 67.4 (108.0) 50.8 77.2 54.2 36.1 47 1059 34
33 327 an 187 an 66.8 {107.5) 50.0 76.6 53.3 3449 46 1030 33
3 318 301 179 301 663  (1070) 492 761 52.1 337 44 1000 2
31 310 294 17 294 65-8  (1060) 484 756 51,3 325 43 981 31

30 302 286 165 286 65.3 {105.5) 47.7 75.0 50.4 313 42 951 30
29 294 279 158 279 64,7 (104.5) 47.0 74.5 49,5 a0 41 932 29
28 286 21 152 2M 64.3 (104.0) 461 739 48.6 289 41 912 28
27 279 264 - 264 63.8 (103.0) 452 733 41.7 278 40 883 27
26 272 258 - 258 63.3 (102.5) 446 72.8 46.8 26.7 38 863 26
25 266 253 - 253 62.8 (101.5) 438 722 459 205 38 843 25
24 260 247 : 247 24 (1010) 431 716 450 243 37 821 24
23 254 243 E 243 620 1000 421 710 440 231 36 804 2
22 248 237 - 237 61.5 99.0 416 70.5 432 220 35 785 Fa's
21 243 23 - 23 61.0 98.5 40.9 69.9 42.3 20.7 35 775 21

20 238 226 - 226 60.5 97.8 401 69.4 415 19.6 34 755 20
(18) 230 219 ; 219 - 9.7 . ; . - 33 736 (08)
(16) 999 212 i 212 d 955 ; 32 706 (16)
(14) 213 203 - 203 " 93.9 ’ 3 677 (14)
(12) 204 104 4 194 - 93 : 29 647 (12)
(10) 196 187 i 187 " 90.7 . - § 28 618 (10)
8) 188 179 : 179 : 89.5 s ; ; : 27 598 8)
) 180 171 . 71 . 871 . ] ] - 2% 579 )
4) 173 165 . 165 . 855 - ; ; - 25 549 4)
@) 166 158 . 158 . 835 . ; 24 530 @)
0) 160 152 . 152 . 817 . 24 520 )

o FPEN () RS I RRER S eE RS

o AFHSAE 417HER

@ In above fable numbers in parenthesis are only for reference
= This fable is abstracted fron SAE) 417

O
©
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VAL EFNTIZ Recommended Core Hole Diameters for Taps
TLERHELR:
— U IR E=d-2 x H1 x ( BEXE )

100
R AR H1-— 26 & EHI9EL . 0.5413 x FFEE
FIEZITFLE=d-H1 x ( 1'3'0 ) H R4, 0.6403 x FIE
$HZE9BEy. 0.6495 x F B
X, £ \ = Ly
d-IMESEANE HI-EEFURESE &Y%, 0.6403 x 6
M Metric IS0 Standard Tlll‘ﬂad DIN 13 MF Metric IS0 Fine Thread DIN 13 Bsw Whitworth-Thread
ol yNGIE P )
Nom.-8 Pitch Core Hole-@ Nom.-@ Pitch Core Hole-@ Nom.-8 Pitch Core Hole-@
Rt e T R 6 Az R Fay S
M1 x 02 0,75 M10  x 100 9,00 W Y - 60 1,55
M 11 x 02 0,85 M100 x 125 8,80 W ¥ - 48 210
M 12 x 025 0,95 M1l x 100 10,00 W s - 40 935
M 14 x 030 110 M12  x 050 11,50 W oS - 3D 2.85
M 16 x 035 1.25 M12  x 075 11.20 T 3.90
M 17 x 035 1.35 Mi2  x 100 11,00 W e - 24 450
M 18 x 035 145 M12  x 125 10,80 W e - 20 5,10
M2 x 040 160 M12  x 150 10,50 W S - 18 6,60
M 22 x 045 175 M13  x 100 12,00 W ¥ - 16 8,00
M 23 x 040 190 M13  x 150 11,50 W s - 14 9,40
M 25 x 045 2,05 M14 x 075 13.20 Wi - 12 10,60
M 26 x 045 2.15 M14  x 100 13,00 W 9 - 12 12,20
M3 x 050 2,50 M14  x 125 12,80 WS - 11 13,50
M 35 x 080 2.90 M14  x 150 12,50 W o - 10 16,50
M 4 x 070 3.30 Mi5  x 100 14,00 W s 9 19,50
M 45 x 075 370 M15  x 150 13,50 W1 -8 22,25
M5 x 080 420 M16  x 100 15,00 W1 7 95,00
M 55 x 090 4,60 M16  x 150 14,50 Wil - 7 98,00
M6 x 100 5,00 M17  x 1,00 16,00 W1i% - 6 30,75
M7 x 100 6,00 M18 x 100 17.00 W1k 6 34,00
M8 x 195 6,80 M18 x 150 16,50 W 18/p 5 36,25
M9 x 125 7.80 Mg & 2l 16,00 e 39,50
M0 x 150 8,50 M2 x 100 19,00 W1t - 41 4200
Ml x 150 9.50 M20 x 150 18,50 W2 A 45,00
M12  x 175 10,20 M2 x 200 18,00
M1 x 200 12,00 M2 x 100 21,00
M 16 X 2,00 14,00 M 22 X 1,50 20,50 E Whitworth Pipe Thread DIN IS0 228
M18  x 250 15,50 M22  x 200 20,00 - Al ity
M20 x 250 17,50 M24  x 100 23,00 THIEST ( BABTFRPF)
M2 x 250 19,50 M24  x 150 22,50 5 %
M2 x 300 21,00 M2 x 200 92,00 N Fitck Seativie A
M27  x 800 24.00 M2 x 150 93 50 R i e
M3  x 350 26,50 M2 x 150 94,50 6 s - 28 8,80
M3 x 350 29,50 M2T  x 150 25,50 N 11,80
M3 x40 32,00 M27  x 200 25,00 € % - 19 15,25
M3 x 400 35,00 M28 x 150 26,50 6 % - 14 19,00
M4 x 450 37,50 M3  x 100 29,00 G 5% - 14 21,00
M45  x 450 40,50 M3 x 150 98,50 6 W - 14 2450
MBI e 0D 43,00 M3 x 200 98,00 6 s - 14 28,25
M5 x50 47,00 M32  x 150 30,50 G 1 = 30,75
M3  x 200 30,00 G1ls - 11 35,50
M3  x 150 31,50 G1% - 1 39,50
- . T /| -
NI B SR | N . i
NHIETF M35  x 150 33,50 g ; Y - ” 51.33
M3 x 150 34,50 : 57,
Nom.-8 Pitch !:nrs Hole-8 M 36 . 200 3400
R Fil fliz M3  x 3,00 33,00
M 25 x 03 215 M38 x 150 36,50 = and DIN 2999
M 26 x 035 225 M3 x 200 37,00 ﬂp Nhkwoth Fips Tesd lso‘g15 d
M3 x 03 2,65 M3  x 300 36,00 HHIET ( BAAFRPS )
M 35 x 035 315 M40  x 150 38,50 i 3
M4 x 035 365 M42  x 150 40,50 HaoH Fich oL
M4 x 0,50 3,50 M42  x 200 40,00 R FH b
M 45 x 050 4,00 M42  x 300 39,00 Rp /e - 28 8,55
M5 x 050 450 M45  x 150 4350 Rp e - 19 11,40
M6 x 050 550 Md45  x 200 43,00 Rp %% - 19 14,90
M6 x 075 5,20 M45  x 300 42,00 Rp 12 - 14 18,60
M7 x 075 6,20 M48 x 150 46,50 Rp % - 14 24,10
M8 x 050 7.50 M48  x 200 45,00 Rp 1 S 30,25
M8 x 075 7.20 M48  x 300 45,00 Rpilz - 11 4475
MBI % 100 7.00 ST 5h 48,50 Rp 2 s 11 56,75
M9 x 075 8.20 M5  x 150 50,50
M9 x 100 8,00
M1 x 050 9,50
M1 x 075 9.20

v
2

O
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SESESEE5ES

il
RO A Who =

Nom.-@

e

EE=ESSS5555 73

Moo RN =S

e

A T a EON e e o R e B B e B

&

Core Hole-g

1,55
1,85
210
2,35
2,65
2,85
3,50
3,90
4,50
510
6,60
8,00
9.40
10,80

Core Hole-g
g
1,25
1,05
1,85
215
2,40
2,70
295
3,50
410
4,60
5,50
6,90
8.50
9,90

11,50

12,90

14,50

17,50

20,50

23.25

26,50

29,50

32,75

36,00

Nom.-@
R~

Pg 7
Pg 9
Pg 11
Pg 135
Pg 16
Pg 21
Pg 29
Pg 36
Pg 42
Pg 48

Core Hole-g
e

5,60
7.20
880

10,25

11,80

13,30

14,75

Core Hole-g
EiFES
25,50
28,75
35,00
41,50
47,75
42,50
48,75

Core Hole-g

11,35
1395
17,35
19,15
21,25
26,95
35,60
45,60
52,60
57,90

9,10
12,00
15,50
19,00
24,50
30,50

Core Hole-g

Nom.-@

R

Rd 8
Rd 10
Rd 12
Rd 14
Rd 16
Rd 18
Rd 20
Rd 24
Rd 28

Tr 30

Nom.-@
R

EGM2
EGM3
EGM 3,5
EGM4
EGMS5
EGMB
EGM8
EGM 10
EGM 12
EGM 14
EGM 16

Nenn-g
R

EG Nr. 4
EGNr. 5
EG Nr. 6
EGNr. &
EG Nr. 10
EG Nr. 12
EG1/4
EG 516
EG 3/8
EG 7/16
EG 1/2
EG 9/16
EG 5/8
EG 3/4

E I A A i T E A A I

E i I

g o B o 0 G B e G

Pitch

FH
10
10
10

8

8

8

8

8

8

0101U1U1U|b-h-hca¢nro'§ﬁ E-

Core Hole-g

5,90
7.90
9,90

11,40

13,50

15,50

17,50

21,50

25,50

Core Hole-g
iz
8,20
9,25
11,25
12,25
14,25
16,25
17,25
19,25
21,25
23,25
24,25

Core Hole-g
iz
2,65
315
3,70
420
5,25
6,30
8,40
10,40
12,50
14,50
16,50

Core Hole-8

3,10
3.40
3,80
4,40
5,20
5,80

840
10,00
11.60
13,30
15,00
16,50
19,75

161



A2 FN T2 Recommended Core Hole Diameters for Taps

nc n%ug‘@}}} ( BZSAFRPT) Whitworth Cylindrical Pipe Thread (BSPT), acc. BS 21 and IS0 7/1, Taper 1: 16
rough-drill cylindrically 7| /X S phe k] e

Nom-@ Pitch gD,
R =21 2z
Rc Y16 28 6,20
Rc 15 28 8.20
Re 4 19 11,00
Rc 19 1450
Re 12 14 18.00
Re- 14 2350
Re 1 11 29,50
NPT s=4185545F ( BATNFRNPT)
rough-drill cylindrically | 2.8 F§h3L FiHY
Nom.- Pitch oD,
Rt T iz
The - 27 6,25
Ve - 27 8,50
4 18 11,10
Yo 18 14,70
Vo - 14 18,00
Ya 14 23,25
1 11 29,25
11a- 11 38,00
1% 11 44,25
2 11142 56,25

Hole Depth
2R

11,90
11,90
17,70
18,10
24,00
25,30
30,60

American Taper Pipe Thread, Taper 1 : 16 acc. to ANSI B 1.20.1

Hole Depth
Fig
12,00
12,00
17,50
17,60
22,90
23,00
27,40
2810
28,40
28,40

rough-drill cylindrically and grind conically with reamer

IR RSB RATI AR

Nom-§

s
Re
Re
Re
Rc
Rc
Rc

rough-drill cylindrical

FLIERHAL

e
s
1|."4
s

Nom-§

R
16
1/
1a
g
2
3/

1
14
11
Z

NPTF s=12581405F ( EHZ75FRNPTF) American Taper Pipe Thread, Taper 1 : 16 acc. to ANSI B 1.20.4
rough-drill eylindrically 7| /282 FREESL LAY

Nom
R
15
e
1a
3a
12

iy -

1
11fa

11z-

2

Pitch an,
FH iz
27 6,15
27 8,40
18 11,00
18 14,50
14 17,75
14 23,00
111 29,00
11 2 37,50
112 44,00
112 56,00
gy
1
NEENE
I
N\
i
BN\ ;
=
i1
T

Hole Depth
FLiF
12,00
12,00
17,50
17,60
22,90
23,00
27,40
2810
28,40
2840

rough-drill cylindrically and grind conically with reamer

FLIR RS RA ) AR

Nom.-8

R
s
/8
1
3

it ;’2
3,

1

114
172

2

Pitch gD,
FH L
28 6,20
28 8,10
19 10,75
19 14,25
14 17,75
14 23,00
11 29,00
and grind conically with reamer
LIRS R
Pitch gD,
T kg
27 6,00
27 825
18 10,70
18 14,10
14 17,40
14 22,60
172 28,50
1112 37,00
11 % 43,50
1118 55,00

b=
15

Pitch gD,
e WakiE
27 6,00
27 8,25
18 10,70
18 14,10
14 17,40
14 22,60
111k 28,50
1 37,00
1 43,50
1175 55,00
g3
|
ol E
=l
sl i
g%

a0,
&7

6,56

8,57
11,45
14,95
18,63
2412
30,29

g,
SIE

6,41

8,76
11,40
14,84
18,33
23,68
20,72
38,48
44,55
56,50

an,
sl

6,41

8,76
11,40
14,84
18,33
23,68
29,72
38,48
4455
56,58

Hole Depth
1R
11,90
11,90
17,70
18,10
24,00
25,30
30,60

Hole Depth
i
11,90
12,00
17,50
17,60
22,90
23,00
27,40
28,10
28,40
28,40

Hole Depth
12,00
12,00
17,50
17,60
22,90
23,00
27,40
28,10
28,40
2840



Please, note!
The core hole diameter has an impact on the
quality of the thread.

Core hole too small:
Thread will be squeezed, danger of breaking the
tool.

Core hole too wide:
No clean thread surface.

R !
LEMK/NS B IIRLH & 5.

FUARK/N :

SREUIG & BT 22 S AR 22 SR T L

R REA B,

Nom.-@

A
o

e ekl k-

TEEEE=E===

ra

O3 ON N GIRI MR 00~ O & Pa —

=E=E=E=E=
3 MM
o

=
ES
E A T T T

EEEEEE=E=E=E=E=E
EMNO DN O oo,

PP B —h bk —k ke

Fi=

0,88
1.08
1,25
145
1,55
1,65
1,80
2,00
2,10
2,30
2,40
2,80
3,25
3,70
4,65
5,53
7,40
9,30
11,20
13,10
15,10
16,90
18,90
20,90
22,65

;u-
8
=

EEEEEE=ES=EEEE=EE=ES=EEEEEE=E==
O T I i

EREREEEEE3

Pitch

0,50
0,50
0,50
0,75
0,50
0,75
1,00
0,75
1,00
1,00
1,50
1,00
1,50
1,00
1,50
1,00
1,50
1,50
2,00
1,50
2,00
1,50
2,00

Core Hole-g
el

375
475
5,75
5,65
775
7,65
7,55
9,65
9.55

11,55

11,30

13,55

13,30

15,55

15,30

17,55

17,30

19,30

19,10

21,30

21,10

23,30

23,10

Nom.-@ Pitch Core Hole-@
R T fAE
Nr. 2 - 56 0,454 1,95
Nr. 3 - 48 0,529 2,25
Nr. 4 - 40 0,635 2,55
Nr. 5- 40 0,635 2,90
Nr. 6 - 32 0,794 3,15
N 8 - 32 0,794 3,80
Nr. 10 - 24 1,058 4,35
Nr. 12 - 24 1,058 5,00
o - 20 1,270 5,75
e - 18 1411 7,30
3 - 16 1,588 8,80
fhe - 14 1,814 10,30
2 - 13 1,954 11,80
Y15 - 12 2117 13,30
% - 11 2,309 14,80
Yo - 10 2,540 17,90
e - @ 2,822 20,95
i 3175 24,00

BEEEEER

o G EPRy BPO: SRR OPO SRR SR SO S

0,397
0,454
0,529
0,577
0.635
0,706
0,794
0,907
0,907
1,058

1,270
1,270
1,411
1,411

1814
2117

Core Hole-@
iz

MMM@OmOMOm |

Core Hole-§
Iz

9,25
12,50
16,00
20,00
22,00
25,50
29,25
32,00

163



FEEXRR

T (Qual. 5)

FEEHR BRI HEGH LR PLAIRIBEE
BRI REAZ Biime
DIN 1SO
4H  1SO1 |4H sH - - -
6H 1502 |4G 56 6H - -
6G 18O 3 - | - BG 7H  8H
7G = = = = 7G  8G

= -

=

2

&R (rpm) B I EIEE (m/min)
M 1 318 | 637 | 955 | 1274 | 1592 | 1910 | 2548 | 3185 | 3822 | 4777 | 6396 | 7962 | 9554 | 12739 | 15924 | 19108
M2 159 | 318 | 478 | 637 | 796 | 955 | 1274 | 1592 | 1911 | 2388 | 3185 | 3981 | 4777 | 6396 | 7962 | 9554
M3 | 106 | 212 | 318 | 425 | 531 | 637 | 849 | 1062 | 1274 | 1592 | 2123 | 2654 | 3185 | 4246 | 5308 | 6369
M 4 80 | 159 | 239 | 318 | 398 | 478 | 637 | 796 | 955 | 1194 | 1592 | 1990 | 2389 | 3185 | 3981 | 4777
M5 | 64 | 127 | 191 | 255 | 318 | 382 | 510 | 637 | 764 | 955 | 1274 | 1592 | 1911 | 2548 | 3185 | 3821
M6 | 53 | 106 | 159 | 212 | 265 | 318 | 425 | 513 | 637 | 796 | 1062 | 1327 | 1592 | 2123 | 2653 | 3185
M8 | 40 | 80 | 119 | 159 | 199 | 239 | 318 | 398 | 478 | 597 | 796 | 955 | 1194 | 1592 | 1990 | 2388
M10 | 31 | 64 | 96 | 127 | 159 | 191 | 255 | 318 | 382 | 478 | 637 | 796 | 955 | 1274 | 1592 | 1911
M12 | 26 | 53 | 8 | 106 | 133 | 159 | 212 | 265 | 318 | 398 | 531 | 663 | 796 | 1062 | 1327 | 1592
M14 | 23 | 45 | 68 | 91 | 114 | 136 | 182 | 227 | 273 | 341 | 455 | 569 | 682 | 910 | 1137 | 1365
M16 | 20 | 40 | 60 | 80 | 100 | 119 | 159 | 199 | 239 | 209 | 398 | 498 | 597 | 796 | 995 | 1194
M 18 18 | 8 | 53 | 71 | 8 | 106 | 142 | 177 | 212 | 265 | 354 | 442 | 531 | 708 | 885 | 1062
M20 | 16 | 32 | 48 | 64 | 80 | 96 | 127 | 159 | 191 | 239 | 318 | 398 | 478 | 637 | 796 | 955
M 25 13 | 25 | 38 | 51 | 64 | 76 | 102 | 127 | 153 | 191 | 255 | 318 | 382 | 510 | 637 | 764
M30 | 11 | 21 | 32 | 42 | 53 | 64 | 85 | 106 | 127 | 159 | 212 | 2056 | 318 | 425 | 531 | 637
M 35 9 | 18 | 27 | 3 | 45 | 55 | 73 | 91 | 109 | 136 | 182 | 227 | 273 | 364 | 455 | 546
M40 | 8 16 | 24 | 32 | 40 | 48 | 64 | 80 | 96 | 119 | 159 | 199 | 239 | 318 | 398 | 478
M 45 7 | 14 | 21 | 28 | 35 | 42 | 57 | 71 | 8 | 106 | 142 | 177 | 212 | 283 | 354 | 425
Mso | 6 | 13 | 19 | 25 | 32 | 38 | 51 | &4 | 76 | 96 | 127 | 159 | 191 | 255 | 318 | 382

At RPM= tﬂﬁrug?;gfoo sk/4y=ME x 3.14 x RPM

164
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#4tEH 28 Taps - Technical Vocabulary

Letters of Dimensions
Abbreviations

HSSEH A ds d2

External Center
Reduced External Center

Internal Center

Major Diameter of Tap
Shank Diameter of Tap I3
Chamfer Diameter
dy = Neck Diameter h

Lo
1 T Ty | R 1

i = Total Length
Thread Length
Usable Length
Square Size
Square Size
Square Length
K¢ = Chamfer Angle
A=THER
B=45/\Tiz=
C=rrilf,
d1l=228E5M2
d2=£4ifHmEE
d3=5umE

o
o nonnon

da=3% » DAy v R
=% a3 —

Dok ]
Bz

-3 |SF R
A~ e :
|- CufsLie 1

I_

Kf=5|SFmE

Straight Flutes
Spiral Point

Right Hand Spiral
Left Hand Spiral
Roll Tap

Chip Angle, Side
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BISS

1Rk % &iE Thread Profile

Extracted from DIN EN 22 857

Female Thread Profile msicsm®
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Et = Theoretical Size El: BigRY
D = Nominal Diameter D : — R (MR)
Dy = Nominal Core Diameter D1 : —f%iE(E
D; = Flank Diameter D2 : #fg
H = Triangular Height H : 185
P = Pitch P: e
Tp, = Tolerance of Core Hole Diameter TD1 : [RIRBEAE
To, = Tolerance of Flank Diameter TD2 : PIEERE

Tp, = Tolerance Class 5 of Female Threa

d

Tolerance of Flank Diameter acc. to Class 5

a = Thread Angle

TD2 : FRSHIALELL
=
a: NIREE

Profile of Tap zsem=

el 2
E| E
= S &
d-D = Nominal Diameter
dmin = Minimum Outside Diameter

dy = Do = Flank Diameter
do max. = Maximum Flank Diameter
dsmin. = Minimum Flank Diameter

RSl
%/
E/Vlﬂ”
d-D=4pM=2
dmin=4MEAZE TR
d2=D2=rh{2
d2max.=FENZE LR

Em = Minimum Flank Diameter

Es = Maximum Flank Diameter

Js = Minimum Outside Diameter

2 = Pitch

t-TD2 = Tolerance Class 5 of Female Thread
Unit of Tolerance

Tap = Tolerance of the Flank Diameter

SRLYFHPRSE Limit Gauges For Screw Thread
IR IRBF AR S TS AR E X R A E S E

Mutually related positions of external screw thread and internal screw thread limit
gaugeand gauge for checking explanation figure.
HIM3x0.5 6H, 6gXJIS 24%
Example M3x0.5for ISO 6H 6g and current JIS class 2.
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B ELL SR kBT R RIE I T PUREL, B RFIGLETE T —RUBILHE, RIREHEISTE BERANS—HMEAZR 12.74(0.00057) .
CIEPFREFRETELL SRR GH, MBARZMLLRH 72, 1% GH=RH=0.0127mm.

BEAZLR: FEFHE+0.0127xn (n=1FEHSWCH6 89 6) .
BEAZTMR: LR -0.0127mm

M %l M3x0.5 Example M3x0.5
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M % M10x1.5 Example M10x1.5
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M %l 1/2-13UNC Example 1/2-13UNC
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EERR EUIRIZER0RERE | WISREABINILIFAAY SH, 6H, 6G EMTHY 1. 2. 3 FRIRW , ERRIBLUEERLL
5H. 6H. 6G &xJiL. EBEFRZHENLL OH 5 P FHSKXORLEEE , A UEZ—RANAZHIRERELII0T

OH=P=0.02mm

1.P<0.6 (40 FHLLLE)

BEAE FIR | EH#E%YR +0.010+0.015xn
(n=#EEESMOH2192)

FEEAETR : ER -0.015

B % M3x0.5 Example M3x0.5

1.P>0.7 (36 FHLLLE)

BEAE PR : EAEHE +0.02xn
(n=HEEFESMOH2192)
BEAETR : LR -0.02
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HOW TO CHOOSE THE RIGHT TAP snfwitmEamsyL s

Company a1

Type #ht

Dimension R+ :

Tolerance % :

Right Hand i [ Left Hand 7z [ ]

Depth of Core Hole #Li% : mm

Depth of Thread =& : mm

Workpiece / Material T/# %t

Material Designation s -
Material Number ##i2 -

Hardness / Tensile Strenght #g /et :

Person A

Date B :

Consumption / Year (in Pieces) &R (%) :

Through Hole Blind Hole
T L1 R B
a 707
: 7
TS 1% ) 9
Short Thread Depth of Thread Depth of Thread Depth of Thread
a5 up o 2-3x d, 1,5xd, upto 3 xd,
imFLFREiA2-3 BAFEEALS BLEEIL3
&= e &z
] | ] L]
Please, mark i&@i% Please, mark Ea@i%k

Tool Presently Used B#iftmaysss:

Application mTI &%

Required / Limits to Cutting Speed ==skgt s Atinalsns -

L] Emulsion s Clory = s¢
Coolant 4% : (] Cutting Oil sz [ MKs st
Machine #& :

Tool Holder / Compensation Chuck JJif/ZteszsL «

Further Details / Problems i#—s#./imsm:

Recommendation #FERS

Art-No. ®S:

Coating #2:




