KOLOBO

WA T T ERRRT S

THREAD MACHINING

KDIOBD T00L SOLUTIONS

CREATE QUALITY- COALESCE AND ASCEND




ABOUT KOLOBO 2=

AEIRETF 2005 &, MFICIEERT, B—REUMNFBLUIHITAME, §iE, #H
EN—HEBEEINIRENAREEY, 2" +FNERAE, RESTRE, XHB
TR, ZANEH, EGRTERLL, BOEERRM, BOI, EREPAE, HR
AT AE R, ARERKEY, EREREPNEL, BRSHRATISF,

The company was founded in 2005 and is located in Wenling City, Zhejiang Province.
It is a brand enterprise specializing in the research, manufacturing and sales of thread
cutting tools, with independent intellectual property rights. After nearly two decades
of development, it has received numerous honors, including invention patents, utility
patents, a contract-abiding and creditworthy enterprise, a trustworthy consumption
unit, a trustworthy factory, a famous trademark recognition, and was awarded as
a provincial innovative enterprise, a provincial high-growth enterprise, a national
technology-based small and medium-sized enterprise, and a national high-tech
enterprise.
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The products include conical extrusion taps, aluminum alloy special taps, helical
groove taps, end taps, left-hand right-tapered taps, hardness steel special taps,
stainless steel special taps, ultra-deep hole special taps, and content-cutting taps,
etc. They have all passed the national tool standardization technical committee's
inspection and been certified as first-class products. They also received the inspection
certificate issued by the national tool quality supervision and inspection center.
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KOLOBO enjoys a strong reputation in both domestic and international markets,
earning the trust of customers worldwide. Its products are sold to numerous
countries and regions, including Russia, India, Singapore, Malaysia, South Africa, the
Arab region, Poland, Pakistan, Iran, Iraq, Argentina, Morocco, and Egypt.
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After 20 years of development, the company has always been honest and enterprising,
striving to be stronger, and focusing on technological innovation. With the brand
concept of "excellence, outstanding, customer-oriented”, it provides high-precision
thread cutting tools for "Made in China". To express gratitude for the long-term trust
and support of domestic and foreign users, the company attaches great importance to
the digestion and absorption of introduced technologies and scientific research and
development, increases investment in funds and talents, and strives to be a socially
responsible enterprise.




CUTTING TAP tnezse
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Cutting taps are used as a machining tool for production ofinternathreads.Theyinclude straight fluted taps(hand
taps),spiral flutedtaps.spiral pointed taps,as wel | as pipe thread taps and nut taps
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t}j‘ﬁljélyj:, S/H/ERMIHT2EEENZ This is an important element in cutting taps.providing the

. NTEBESAK, AE, BHEMAREIR teeth forcutting.To ensure appropriate sharpness(according
EI Aﬁﬂ’]t}] K ERZ N EWTIE 2R EE to chamferlength,chamfer angle and number of flutes).each
cutting tap hasits standard Chamferlength and Chamfer
angle.

ERNEENSAKNSANHE,

SRR MNMIT], BTLKMWOEZFE  Each cutting edge in Chamfer position individually cut fixed
KETTEI I E SH TN, @B FAEF  amount by rotating cycle,and Chamfer part completes
B FELRE, =eENUHOSMESHE  shaping theinternal thread The complete thread position
BRI IRES, REIBLZETENNEN, is engaged with the tapped internal threads and works as a
— Rk, SATMUKEMK, BaEEMS  guide for the successive tapping.Generally,the longer Chamfer
RE#ET, BERRANEERTEIMBRS B length,results better thread accuracy and finished Surface,
FORBIPRSE], WMRZBEAEEUINNSHEE  although there may be some limit depending on the tapped
E, Rt IpMeEE a2 n, material and the shape of the internal threads.If a Chamfer
length other than the tap, S standard is required,special care is
ML BN BHE— RN S AMHOBHE,  needed.
HWESEHDHEENSHBAREIN, SME General regrinding of cutting taps is the regrinding of the
MR ENIEESERLNEIYIKF, 88  ChamferThisisimportant,since the setting of the Chamfer
ERNEE, MAUTHERIGERIRRTZKA  angle and radiarelief against the chamferlength influences
SATNESENERE, tap sharpness. The following formula can set the optimum
value of indicator drop forchamfer relief for each size of tap.

E:]
= +
i S=nD-tan ' a"/ 360
)
o RRBHER S=RRE_RNHE
. Ingcaton oo for chanmier sl Seconcary ndRat e 1o chamfer relied
. D=RY
Sire
o= MERESME
Angle of maas.rETent possition
B=8hi=mi
Socorcary rwhel ange
B>
Canter

{ififs Rake angle

HARERITIEIM R E. FEBRTIEIMBEREFENNMILESR, EIESERESENHEMIN
DIRITE L R B E AR ANTRMEL, HALEEERYBINE STk,

BERRMREIIR, SEENTLEGHNERE, Bie URESAIUNMFHE. RETRERNBFE
WEI AR X g, RIBHA, WRAR, FJMK?( BER, WEMTIEIMEENER o

The rake angle iS set according to the material being tapped - Sincemechanical properties differ among materials,
appropriate anglesand shapes are required. Chips ejected by tapping changeaccording to the rake angle, and
compounded elements such asstoring chips are included.Flute shape iS classified into straight flute, spiral flute
and spiralpointed flute(which has an inclined chamfer). assummg properusage according to the particular tapping
purpose. 1 he optimumrequirements of any given material are satisfied by correct rakeangle. rake shape and flute
shape.
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Work material Rake angle shape of rake Work material Rake angle shape of rake

SAEKE SRMKE
2 Fh3E Types of taps Charger tength i ==
Tau;eBr 9F (pitches) 4°
vd
Hirﬁ%%algs ETSE 5% (pitches) 7.5°
fvd
Bot{é?ﬁing 1.5 (pitches) 24°
24 )
sp?rﬁal fIl%ted taps 2.5% 35 (pitches) 15°-12.5
HKERL I , .
spiral pointed taps(gun taps) 4% -5 (pitches) 9.5°.7.5
BATTELALE ‘ o
parallel pipe thread taps 155355 (pitches) 25°-11.5
KY P2/ £ )
BERLPLE | paalolias | 15 F35F (pitches) 250115
thape:jpipe
thread taps SRR )
’ tafsg:ﬁr%is 2.5 5% (pitches) 16°
IR ER 75% i
RGLA nut taps 75%of thread length 1.5

Low{—lgﬁfﬁmsteel 10~13 H Cags%ﬁ%on 2~4 R
Highﬁgﬁiimsteel > R Aluni:l%num 16~20 H
Tool stcel 5T R Aurmimare alloy | 12714 H
Stainlons sieel | 10°13 R Corber 16 R
chiomi 10~13 R et 3-5 R
Manga%g@e steel | 10~13 H B%Zﬂaze 1~3 R
Ca??z'?eel 10~13 R Syrﬁkfgt*iyg%sin 3~5 R

7 H AEEIR, R AMANK Note:H=hook-shaped.R=rake-shaped
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For carhon steel & Alloy steel-Spiral Flute Taps
Cpm Super Taps X-Series-DIN .
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B EMRERAROMMARZRN , 2MNEFTZ , ARMNRERE,; L£#AEERNIEIMENSES,
The raw materials are made of European powder high-speed steel, with a new production process and an
upgraded surface coating.Tap has stronger cutting performance and long life.

WM. S -DIN iRheL 5
For carhon steel & Alloy steel-Spiral Flute Taps
Cpm Super Taps X-Series-DIN
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| EMEERARNMERESRT , @FNEETZ  ARRNRERE, LHEAEERNTIEIEENS .
The raw materials are made of European powder high-speed steel, with a new production process and an
upgraded surface coating Tap has stronger cutting performance and long life.

TOOL IDENT:TDM114 TOOL IDENT:TDM114
D P L L1 D1 K Standard D P L L1 D1 K Standard
M1.2 0.25 40 5 2.5 2.1 2 110 20 12 9
M1.4 0.3 40 6 2.5 2.1 1.5 110 20 12 9
M1.6 0.35 40 8 2.5 2.1 M16 1.25 110 20 12 9
M2 0.4 45 6 2.8 2.1 1 110 20 12 9
M2.5 0.45 50 7 2.8 2.1 2.5 125 25 14 11
M3 0.5 56 T 3.5 2.7 M18 2 125 25 14 11
M4 0.7 63 9 4.5 3.4 1.5 125 25 14 11
M5 0.8 70 10 6 4.9 2.5 140 25 16 12
DIN371
M6 1 80 10 6 4.9 M20 2 140 25 16 12
M7 1 80 10 7 55 1.5 140 25 16 12
M8 1.25 90 13 8 6.2 2.5 140 25 18 14.5
1 90 13 8 6.2 M2 2 140 25 18 14.5 DIN376
1.5 100 15 10 8 1.5 140 25 18 14.5
M10 1.25 100 15 10 8 3 160 30 18 14.5
1 100 15 10 8 M24 2.5 160 30 18 14.5
1.75 110 17 9 7 160 30 18 14.5
M12 1.5 110 17 9 7 160 30 20 16
1.25 110 17 7 M27 2.5 160 30 20 16
1 110 17 9 7 DIN376 2 160 30 20 16
2 110 20 11 9 3.5 180 35 22 18
M14 1.5 110 20 11 9 M30 3 180 35 22 18
1.25 110 20 11 9 2.5 180 35 22 18
1 110 20 11 9 2 180 35 22 18
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For carhon steel & Alloy steel-Spiral Point Taps
Cpm Super Taps X-Series-DIN L
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® EMEERARNMARESRT , @FNEETZ  ARRNRERE, LHEAEERNTIEIMENS .
The raw materials are made of European powder high-speed steel, with a new production process and an
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B EAMERBRUNG REEN , 2FNESTZ , ARRNERERE, LHEHERNTIEIMENSESD,
The raw materials are made of European powder high-speed steel, with a new production process and an

upgraded surface coatingTap has stronger cutting performance and long life.

upgraded surface coating.Tap has stronger cutting performance and long life.

NEW HSS-PM X

TOOL IDENT:TDM214 TOOL IDENT:TDMI214
D P L L1 D1 K Standard D P L L1 D1 K Standard
M1.2 0.25 40 5 2.5 2.1 2 110 20 12 9
M1.4 0.3 40 6 2.5 2.1 M16 1.5 110 20 12 9
M1.6 0.35 40 8 2.5 2.1 1.25 110 20 12 9
M2 0.4 45 6 2.8 2.1 1 110 20 12 9
M2.5 0.45 50 7 2.8 2.1 2.5 125 25 14 11
M3 0.5 56 7 3.5 2.7 M18 2 125 25 14 11
M4 0.7 63 9 4.5 3.4 1.5 125 25 14 11
M5 0.8 70 10 6 4.9 DIN371 2.5 140 25 16 12
M6 1 80 10 6 4.9 M20 2 140 25 16 12
M7 1 80 10 7 5.5 1.5 140 25 16 12
M8 1.25 90 13 8 6.2 2.5 140 25 18 14.5
1 90 13 8 6.2 M2 2 140 25 18 14.5 DIN376
1.5 100 15 10 8 1.5 140 25 18 14.5
M10 1.25 100 15 10 8 3 160 30 18 14.5
1 100 15 10 8 M24 2.5 160 30 18 14.5
1.75 110 17 9 7 2 160 30 18 14.5
M12 1.5 110 17 9 7 3 160 30 20 16
1.25 110 17 7 M27 2.5 160 30 20 16
1 110 17 9 7 DIN376 2 160 30 20 16
2 110 20 11 9 3.5 180 35 22 18
M14 1.5 110 20 11 9 M30 3 180 35 22 18
1.25 110 20 11 9 2.5 180 35 22 18
1 110 20 11 9 2 180 35 22 18
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For carbon steel & Alloy steel-Forming Taps
Cpm Super Taps X-Series-DIN .

TIEME RELE Tw‘l 2053 2.5P nE LIHI751E
Material Surface treatment Cuttingangle g Tolorance Cutting direction
L2 5EFE [ Taps spec

B FEMRERARUMMARZRN , 2MNEFTZ , ARMNRERE,; L#AEERNIEIMENSES,
The raw materials are made of European powder high-speed steel, with a new production process and an
upgraded surface coating.Tap has stronger cutting performance and long life.

TOOL IDENT:TDM314
) P L L1 D1 K Standard
M1.2 0.25 40 5 2.5 2.1
M1.4 0.3 40 6 2.5 2.1
M1.6 0.35 40 8 2.5 2.1
M2 0.4 45 6 2.8 2.1
M2.5 0.45 50 7 2.8 2.1
M3 0.5 56 7 3.5 2.7
M4 0.7 63 9 4.5 3.4
M5 0.8 70 10 6 4.9 DIN3T1
M6 1 80 10 6 49
M7 1 80 10 7 55
M8 1.25 90 13 8 6.2
1 90 13 8 6.2
1.5 100 15 10 8
M10 1.25 100 15 10 8
1 100 15 10 8
1.75 110 17 7
M12 1.5 110 17 9 7
1.25 110 17 7
1 110 17 9 7 DIN376
2 110 20 11 9
M14 1.5 110 20 11 9
1.25 110 20 11 9
1 110 20 11 9
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For carbon steel & Alloy steel-Forming Taps
Cpm Super Taps X-Series-DIN .
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Material Surface treatment Cuttingangle g Tolorance Cutting direction
L25E451% / Taps spec

8 EMEERARUNMAERE , 2NEFTZ , ARMNRERE,; LHAEERNEIMEENEw,
The raw materials are made of European powder high-speed steel, with a new production process and an
upgraded surface coating Tap has stronger cutting performance and long life.

TOOL IDENT:TDM314
D P L L1 D1 K Standard
2 110 20 12 9
16 15 110 20 12 9
1.25 110 20 12 9
1 110 20 12 9
2.5 125 25 14 11
M18 2 125 25 14 11
15 125 25 14 11
25 140 25 16 12
M20 2 140 25 16 12
15 140 25 16 12
25 140 25 18 14.5
M22 2 140 25 18 14.5 DIN376
15 140 25 18 14.5
3 160 30 18 14.5
24 2.5 160 30 18 14.5
2 160 30 18 14.5
3 160 30 20 16
M27 25 160 30 20 16
2 160 30 20 16
3.5 180 35 22 18
3 180 35 22 18
M30 2.5 180 35 22 18
2 180 35 22 18
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B, SLWMA -DIN EfLt
For carhon steel & Alloy steel-Straight Fluted Taps
Cpm Super Taps X-Series-DIN
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Material Surface treatment Cutting angle Gl Tolorance
2258431 | Taps spec

LIHI75 1
Cutting direction

® EMEERARUNMARERT , @MNEETZ , ARMNRERE, LHAEERNEIMEENSw,
The raw materials are made of European powder high-speed steel, with a new production process and an
upgraded surface coating Tap has stronger cutting performance and long life.

WM. SEMA -DIN EfEL#
For carhon steel & Alloy steel-Straight Fluted Taps
Cpm Super Taps X-Series-DIN
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8 EMEERARUNMAERE , 2NEFTZ , ARMNRERE,; LHAEERNEIMEENEw,
The raw materials are made of European powder high-speed steel, with a new production process and an
upgraded surface coating Tap has stronger cutting performance and long life.

TOOL IDENT:TDM414 TOOL IDENT:TDM414
D P L L1 D1 K Standard D P L L1 D1 [ Standard
M1.2 0.25 40 5 2.5 2.1 2 110 20 12 9
M1.4 0.3 40 6 2.5 2.1 1.5 110 20 12 9
M1.6 0.35 40 8 2.5 2.1 M16 1.25 110 20 12 9
M2 0.4 45 6 2.8 2.1 1 110 20 12 5
M2.5 0.45 50 7 2.8 2.1 2.5 125 25 14 11
M3 0.5 56 T 3.5 2.7 M18 2 125 25 14 11
M4 0.7 63 9 4.5 3.4 1.5 125 25 14 11
M5 0.8 70 10 6 4.9 2.5 140 25 16 12
DIN371
M6 1 80 10 6 4.9 M20 2 140 25 16 12
M7 1 80 10 7 5.5 1.5 140 25 16 12
M8 1.25 90 13 8 6.2 2.5 140 25 18 14.5
1 90 13 8 6.2 M22 2 140 25 18 14.5 DIN376
1.5 100 15 10 8 1.5 140 25 18 14.5
M10 1.25 100 15 10 8 3 160 30 18 14.5
1 100 15 10 8 M24 2.5 160 30 18 14.5
1.75 110 17 9 7 2 160 30 18 14.5
M12 1.5 110 17 9 7 3 160 30 20 16
1.25 110 17 9 7 M27 2.5 160 30 20 16
1 110 17 9 7 DIN376 2 160 30 20 16
2 110 20 11 9 3.5 180 35 22 18
M14 1.5 110 20 11 9 M30 3 180 35 22 18
1.25 110 20 11 9 2.5 180 35 22 18
1 110 20 11 9 2 180 35 22 18
””MI?J% BHED | omzm | DB |aem| ARa | 7u9 | IAM %W ws | 55 | 9 || BB | sm | BF | REE | 98F %8s ””;[;”,0*% BRER | omzm | PR |azm| AW 7AW | TAM 0| ws | S5 | 9 |xm| BB | mw ) BUE | REE | 982 %8
SRS | ool | ERCEPON B9 | HardenediSteel | SBESS | oolsteel| S35 | Gt | Dutle | copper| Brass | B, | Bonze AT Joriiett, | Mognedny | A0ty SR | cabon el | P GY | Hardened siee | SRS Toolstee | §3 | 2 | e | copper| Brass | B, | Bronze MATIA™) Ay, | ABSRS | 0ENYY
BEES N| C025% |C025%-045%| C045%~ | ScM | e | 3oRE| sus | skp | sc | Fc | Fcp | cu | Bs | BsC | PB | AL | ALADC MC znc BEES N C025%  |C025%-045%| C045%~ | ScM | TRt | 3| sus | skp | sc | Fc | FcD | cu | Bs | BsC | PB | AL | ALADC MC Zbc
O O O |00 O] 0 |0/0]O0]O0O|O]|O|0O] O O O O O O O |00 O] 0 |00 0 |]O0O|0O|O|0O0] O O O O
07 08




— i PR e 44 £

=-¢

RELIE PIEESS
B e | o [N - s

Material Tolorance Cutting direction Chamfer

L2545 [ Taps spec
® 57 Forblind holes

8 R4 EFILNR T
8 {)8 2iELEHIRIAR

= 5RIFMTIEIM Good cutting action

General application
Spiral Flute Taps L
L1 L2 5 | Lk
1 N NI == s s
I N A
TIE#R} NE I TIEE A E

Chips flow out against tappingdirection (ejected from holes)
Materials where chips come outcontinuously in coil shape

— i FE SR e 22 5
General application
Spiral Flute Taps

Lk

———

0

Tolorance

HE:MH@ REEZ n tﬂﬁuiﬁt’c@
Material Surface treatment Cutting angle

L4541 [ Taps spec
® 57 Forblind holes
L EEILHNR T
» )8 2ELSEMRMR

TIEIAE
Cutting direction

8 5REFITIEIM Good cutting action
Chips flow out against tappingdirection (ejected from holes)
Materials where chips come outcontinuously in coil shape

HIHIE

AE

Chamfer

TOOL IDENT:TCM112 TOOL IDENT:TCM112
) P L L1 D1 K Standard D | P \ L \ L1 \ DI | K | standard
M2 0.4 50 12.5 3 2.5 2 102 31 12.5 10
M2.5 0.45 50 9 3 2.5 M16 1.5 102 20 12.5 10
M3 0.5 50 10 4 3.2 1 102 20 12.5 10
M3.5 0.6 50 10 4 3.2 2.5 112 36 14 11.2
M4 0.7 57 13 5 4 M18 2 112 23 14 11.2
0.5 57 10 5 4 Jis 1.5 112 23 14 11.2
M5 0.8 64 16 5.5 4.5 1 112 23 14 11.2
0.5 64 10 5.5 4.5 2.5 112 36 14 11.2
1 67 19 6 4.5 M20 2 112 23 14 11.2
M6 0.75 67 15 6 4.5 1.5 112 23 14 11.2
0.5 67 10 6 4.5 1 112 23 14 11.2
M8 1.25 70 19 6.3 5 2.5 118 38 16 12.5 1SO
1 70 19 6.3 5 M22 2 118 23 16 12,5
1.5 80 23 8 6.3 1.5 118 23 16 12.5
M10 1.25 80 19 8 6.3 3 130 45 18 14
1 80 19 8 6.3 M24 2 130 25 18 14
1.75 89 28 9 7.1 1.5 130 25 18 14
L2 15 89 19 9 7.1 1SO 3 135 45 20 16
1.25 89 19 9 7.1 M27 2 135 28 20 16
1 89 19 9 7.1 15 135 28 20 16
2 95 29 11.2 9 3.5 138 48 20 16
M1 15 95 19 11.2 9 M30 3 138 31 20 16
1.25 95 19 11.2 9 2 138 31 20 16
1 95 19 11.2 9 1.5 138 31 20 16
"”ﬁ’oﬁt‘ BHED | omzm | DB |aem| ARa | 7u9| TAM w0 ws | 55 | 9 || BB |sm | BF | REE | 98F  %os ””W‘% BRER | omzm | PR |azm| AW 7AW | TAM 0| ws | S5 | 9 |xm| BB | mw ) BUE | REE | 982 %8
SR | cabohher | OO | 49 | Hardened ieel | S Toolsieel| S5 | {2 | Qe | copper | rass | B35, | ronze ATIRA™ Ay 2isi | NS | Letne SR | oot | M) GIY | ardenedsteel | B Toolsieet| §23 | (o | Duie | Copper| Brass| B35, once MiTIAI™| iy, | NSRS | i
BEES N| C025% |C025%-045%| C045%~ | ScM | e | 3oRE| sus | skp | sc | Fc | Fcp | cu | Bs | BsC | PB | AL | ALADC MC znc BEES N C025%  |C025%-045%| C045%~ | ScM | TRt | 3| sus | skp | sc | Fc | FcD | cu | Bs | BsC | PB | AL | ALADC MC znc
@) @) @) @) OO0 10100 @) @) O @) 01010100
09 10




— i KRB R e 22 £
General application Long Shank
Spiral Flute Taps

L2545 [ Taps spec

® 57 Forblind holes
8 A4 EGHHETER
u )8 EELE MR R

IR
Cutting angle

D1

N

Tolorance

I
Cutting direction

= 5RIFMTIEIM Good cutting action
Chips flow out against tappingdirection (ejected from holes)

IHIERE

Chamfer

Materials where chips come outcontinuously in coil shape

=-¢

— i K AR B 4R e 22 £
General application Long Shank
Spiral Flute Taps L

Lk

———

NN i .

NE

Tolorance

TIHI7 ™
Cutting direction

IRIERE

TIEMEL REAE RIS

LS [ Taps spec
® 57 Forblind holes

B RLEEILNETH
B 1)/8 2IELE HIRIAR

= 5REFMITIEIM Good cutting action

Chips flow out against tappingdirection (ejected from holes)
Materials where chips come outcontinuously in coil shape

TOOL IDENT:TCM112L TOOL IDENT:TCM112L
D P L L1 D1 K Standard D P L L1 D1 K Standard

M3 0.5 100 10 4 3.2 2 150 or 200 31 12.5 10
M3.5 0.6 100 10 4 3.2 M16 1.5 150 or 200 20 12.5 10
M4 0.7 100 13 5 4 1 150 or 200 20 12.5 10

0.5 100 10 5 4 2.5 150 or 200 36 14 11.2

M5 0.8 100 16 5.5 45 s M1 2 150 or 200 23 14 112

0.5 100 10 5.5 4.5 1.5 150 or 200 23 14 11.2

1 100 or 120 19 6 4.5 1 150 or 200 23 14 11.2

M6 0.75 100 or 120 15 6 4.5 2.5 150 or 200 36 14 11.2

0.5 100 0r 120 10 6 4.5 M20 2 150 or 200 23 14 11.2

M8 1.25 100 or 120 19 6.3 5 1.5 150 or 200 23 14 11.2

1 100 or 120 19 6.3 5 1 150 or 200 23 14 11.2

1.5 100 or 120 23 8 6.3 2.5 150 or 200 38 16 12.5 1SO

M10 1.25 100 or 120 19 8 6.3 M22 2 150 or 200 23 16 12.5

1 100 or 120 19 8 6.3 1.5 150 or 200 23 16 12.5
1.75 120 or 150 28 9 7.1 3 200 45 18 14
12 15 120 or 150 19 9 7.1 IS0 M24 2 200 25 18 14
1.25 120 or 150 19 9 7.1 1.5 200 25 18 14

1 120 or 150 19 9 7.1 3 200 45 20 16

2 150 or 200 29 11.2 9 M27 2 200 28 20 16

M14 1.5 150 or 200 19 11.2 g 1.5 200 28 20 16
1.25 150 or 200 19 11.2 9 3.5 200 48 20 16

1 150 or 200 19 112 9 M30 200 31 20 16

2 200 31 20 16

1.5 200 31 20 16

””MI?J% BHED | omzm | DB |aem| ARa | 7u9| TAM w0 ws | 55 | 9 || BB |sm | BF | REE | 98F  %os ””;[;”,0*% BRER | omzm | PR |azm| AW 7AW | TAM 0| ws | S5 | 9 |xm| BB | mw ) BUE | REE | 982 %8
SR | cabohher | OO | 49 | Hardened ieel | S Toolsieel| S5 | {2 | Qe | copper | rass | B35, | ronze ATIRA™ Ay 2isi | NS | Letne SN | coreon el | ORGP &Y | Hordened teel | S | Toolstel| G2 | 57 | Q| copper | Brass | B, mronze AT AR | MRS | g’
BEES N| C025% |C025%-045%| C045%~ | ScM | e | 3oRE| sus | skp | sc | Fc | Fcp | cu | Bs | BsC | PB | AL | ALADC MC znc BEES N C025%  |C025%-045%| C045%~ | ScM | TRt | 3| sus | skp | sc | Fc | FcD | cu | Bs | BsC | PB | AL | ALADC MC znc
O O O O O]lO0|0]O]|O O O O O O]lO0O|0]O]|O
11 12




—AZ A ROUIR e 8
General application LH Thread
Spiral Flute Taps

D1

=-¢

5 —

L2545 [ Taps spec

® 57 Forblind holes
8 A4 EGHHETER
u )8 EELE MR R

IR
Cutting angle

N

Tolorance

HIHI75 1

Cutting d

irection

= 5RIFMTIEIM Good cutting action
Chips flow out against tappingdirection (ejected from holes)

IHIERE

Chamfer

Materials where chips come outcontinuously in coil shape

—ik AR OUR e £ T8
General application LH Thread
Spiral Flute Taps

Lk

P —
- - g )
v

TIEHE @
Material

NE

Tolorance

=mpe s

LS [ Taps spec
® 57 Forblind holes

B RLEEILNETH
B 1)/8 2IELE HIRIAR

TIHIA ™
Cutting direction

= 5REFMITIEIM Good cutting action
Chips flow out against tappingdirection (ejected from holes)
Materials where chips come outcontinuously in coil shape

LIHIE

¢

BE

Chamfer

TOOL IDENT:TCM112Z TOOL IDENT:TCM112Z
D P L L1 D1 K Standard
M2 0.4 50 12.5 3 2.5 2 102 31 12.5 10
M2.5 0.45 50 9 3 2.5 M16 1.5 102 20 12.5 10
M3 0.5 50 10 4 3.2 1 102 20 12.5 10
M3.5 0.6 50 10 4 3.2 2.5 112 36 14 11.2
a 0.7 57 13 5 4 s s 2 112 23 14 112
0.5 57 10 5 4 1.5 112 23 14 11.2
M5 0.8 64 16 5.5 4.5 1 112 23 14 11.2
0.5 64 10 5.5 4.5 2.5 112 36 14 11.2
1 67 19 6 4.5 M20 2 112 23 14 11.2
M6 0.75 67 15 6 4.5 1.5 112 23 14 11.2
0.5 67 10 6 4.5 1 112 23 14 11.2
M8 1.25 70 19 6.3 5 2.5 118 38 16 12.5 150
1 70 19 6.3 5 M22 2 118 23 16 12.5
1.5 80 23 8 6.3 1.5 118 23 16 12.5
M10 1.25 80 19 8 6.3 3 130 45 18 14
1 80 19 8 6.3 ISO M24 2 130 25 18 14
1.75 89 28 9 7.1 15 130 25 18 14
15 89 19 9 7.1 3 135 45 20 16
M12 125 89 19 9 71 M27 2 135 28 20 16
1 89 19 9 7.1 1.5 135 28 20 16
2 95 29 11.2 9 3.5 138 48 20 16
15 95 19 11.2 9 3 138 31 20 16
M14 1.25 95 19 11.2 9 M30 2 138 31 20 16
1 95 19 11.2 9 1.5 138 31 20 16
"”ﬁ’oﬁt‘ BHED | omzm | DB |aem| ARa | 7u9| TAM w0 ws | 55 | 9 || BB |sm | BF | REE | 98F  %os ””W‘% BRER | omzm | PR |azm| AW 7AW | TAM 0| ws | S5 | 9 |xm| BB | mw ) BUE | REE | 982 %8
SRS | Aoy | ERCEPN B9 | HardenediSteel | SBESS | oolsteel| S35 | G2t | Dutle | copper| Brass | B, | Bonze MWII™| Jorinett, | Mognedny | A0chley SR | casonGher | MELIPON | 49y | ardened seet | S Toolsteel| S5 | (221 | Quetle | copper | rass | B35, |ronze ATIA™ Ay it NS | ek
BEES N| C025% |C025%-045%| C045%~ | ScM | e | 3oRE| sus | skp | sc | Fc | Fcp | cu | Bs | BsC | PB | AL | ALADC MC znc BEES N C025%  |C025%-045%| C045%~ | ScM | TRt | 3| sus | skp | sc | Fc | FcD | cu | Bs | BsC | PB | AL | ALADC MC Zbc
O O O O O|l0 |00 |0 O O O O OO0 |00 |0
13 14




—#i&F3 DIN371-DIN376 #RiEL s
General application DIN371-DIN376

Spiral Flute Taps

—fi&%F DIN374 1RiEL2
General application DIN374

Spiral Flute Taps

L2

Ll Lg = LK F= LK
i
I I _ _ é‘i@h I _ T L. L — éﬁ?
4 1 [ T | ) ¥
4 -, 4 -,
2455 | Taps spec L4541 | Taps spec
® 57 Forblind holes » HRIFHITIHIMYE Good cutting action ® 57 Forblind holes = SRIFTIEIM Good cutting action
8 AR EEIMRTE  Chips flow out against tappingdirection (ejected from holes) B O EEFAMNRTE  Chips flow out against tappingdirection (ejected from holes)
8 HRFEMI T For stainless steel B B 2ELEEMIRAIMEL  Materials where chips come outcontinuously in coil shape
TOOL IDENT:TDM112
TOOL IDENT:TDM112 ‘ Standard
D P L L1 D1 K Standard M4 0.5 66 10 2.8 2.1
M2 0.4 45 4 2.8 2.1 0.35 66 10 2.8 2.1
M5 0.5 74 11 3.5 2.7
M2.5 0.45 50 5 2.8 2.1
M6 0.75 84 13 4.5 3.4
M3 0.5 56 6 3.5 2.7 0.5 34 13 25 3.4
M4 N 4. 4
0 63 ! > & DIN371 M8 L =L 20 © )
M5 0.8 70 8 6 4.9 0.75 90 20 6 4.9
M6 1 80 10 6 4.9 125 100 22 7 5.5
M10 1 100 22 7 5.5
M8 1.2 90 14 8 6.2
> 3 0.75 100 22 7 5.5
M10 1.5 100 16 10 15 100 oy 9 7
M12 1.75 110 18 9 7 M12 1.25 100 D) 9 7
M14 2 110 20 11 9 1 100 22 9 7
M16 2 110 22 12 9 M14 1.5 100 22 11 g
M18 25 125 25 14 1 1-125 188 ;3 E g
M20 2.5 140 25 16 12 DIN376 M16 15 100 22 B 9
M22 2.5 140 27 18 14.5 1 100 22 12 9 DIN374
M24 3 160 30 18 14.5 2 125 25 14 11
M27 3 160 30 20 16 M18 1.5 125 25 14 11
M30 3.5 180 35 22 18 1 125 25 14 11
M33 35 180 35 2 20 2 Lo 2 i 12
M20 1.5 140 25 16 12
1 140 25 16 12
2 140 27 18 14.5
M22 1.5 140 27 18 14.5
1 140 27 18 14.5
2 140 27 18 14.5
M24 1.5 140 27 18 14.5
1 140 27 18 14.5
2 140 28 20 16
mM27 1.5 140 28 20 16
M30 2 150 28 22 18
1.5 150 28 22 18
"”ﬁ’oﬁt‘ BHED | omzm | DB |aem| ARa | 7u9| TAM w0 ws | 55 | 9 || BB |sm | BF | REE | 98F  %os ””W‘% BRER | omzm | PR |azm| AW 7AW | TAM 0| ws | S5 | 9 |xm| BB | mw ) BUE | REE | 982 %8
SRS | oo et | MBI G1Y | ardenedteel | B Toolsieet| §2 | (o | Dule | copper| Brass| S35, voree iTIA™| 7R, | NP, | 0EngY ST | Cabonher | ERCEPON B0 | HardenedSteel | S2ES | oolsteel| S35 | At | Dutle | copper| Brass | B3, | Bronze MM Jrutn, | Nosheds | A0chley
BEES N| C025% |C025%-045%| C045%~ | ScM | e | 3oRE| sus | skp | sc | Fc | Fcp | cu | Bs | BsC | PB | AL | ALADC MC znc BEES N C025%  |C025%-045%| C045%~ | ScM | TRt | 3| sus | skp | sc | Fc | FcD | cu | Bs | BsC | PB | AL | ALADC MC Zbc
@) @) @ @ 10000 @ @ @) @ 10000
15 16




RN T RYRhe £ 5
For Aluminium
Spiral Flute Taps

TIEHE REAIE a a ISR nE
Material Surface treatment Cutting angle [l Tolorance

L2545 [ Taps spec

® 57 Forblind holes

= 5RIFMTIEIM Good cutting action

8 AL EEFARTE  Chipsflow out against tappingdirection (ejected from holes)

8 HITEMINT For aluminum

I T AR e L i
For Aluminium
Spiral Flute Taps

TIEHE @ RELIEZ G a
Material Surface treatment

L2545 [ Taps spec
8 57 Forblind holes
» O WLEFFLRTER

TIHIER
Cutting angle

8 5 REFHTIH]

8 FIEMINT For aluminum

NE

Tolorance

L1

|Lk

==

TIHI7 ™
Cutting direction

% Good cutting action
Chips flow out against tappingdirection (ejected from holes)

TOOL IDENT:TCM132 TOOL IDENT:TCM132
D P L L1 Standard D P L L1 D1 K Standard
M2 0.4 50 5 2 102 18 12.5 10
M2.5 0.45 50 5 M16 1.5 102 18 12.5 10
M3 0.5 50 5 1 102 18 12.5 10
M3.5 0.6 50 5 2.5 112 21 14 11.2
M4 0.7 57 7 M1s 2 112 21 14 11.2
0.5 57 7 JIS 1.5 112 21 14 11.2
M5 0.8 64 9 1 112 21 14 11.2
0.5 64 9 2.5 112 21 14 11.2
1 67 10 M20 2 112 21 14 11.2
M6 0.75 67 10 1.5 112 21 14 11.2
0.5 67 10 1 112 21 14 11.2
M8 1.25 70 12 2.5 118 25 16 12.5
1 70 12 M22 2 118 25 16 12.5 S0
1.5 80 13 1.5 118 25 16 12.5
M10 1.25 80 13 1 118 25 16 12.5
1 80 13 3 130 25 18 14
1.75 89 15 M24 2 130 25 18 14
M12 1.5 89 15 ISO 1.5 130 25 18 14
1.25 89 15 130 25 18 14
1 89 15 135 28 20 16
2 95 18 M27 2 135 28 20 16
M14 1.5 95 18 1.5 135 28 20 16
1.25 95 18 3.5 138 31 20 16
1 95 18 M30 3 138 31 20 16
2 138 31 20 16
1.5 138 31 20 16
"”ﬁ’oﬁt‘ BRED | omzm | DB |azm| @R® | 7%9| AR S || eS| R |k ””ﬁ”,o’;“ BEER | omEm | PR az@  EEW AW 22 = wm | ZPE | #oe g
SRS | ool | 1ERGEPON| &Y | HardenediSteel | S80S | oolstee Bronze | MIOA™ | s | MBSy | Tty SR | cabohher | EAPO | G | Hardened el | B | Toolstel Qi | Copper sronze ™ byl Ty
BEES N C025% |C025%-045%| C045%~ | ScM | Rt | FRE| Sus | skp AL | ALADC MC znc BEES N C025% |C025%-045%| C045%~ | SCM | FRe> SKD FCD | cu PB | AL | ALADC znc
©) @) ©) ©) ©) ©) ©)
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AN TRARELHE
For Stainless Steels
Spiral Flute Taps L

D1

N REIE - R A I MR
Material Surface treatment Cutting angle Tolorance Cutting direction Chamfer
L5451 / Taps spec

® 57 Forblind holes
8 R EEFLHIERTIB
8 HAREWNII  Forstainless steel

8 SRIFITIEIYE Good cutting action

Chips flow out against tappingdirection (ejected from holes)

=4

AEEMNN T AR e 2 5
For Stainless Steels
Spiral Flute Taps

D1

TIRHE @
Material

PIHIHE
Cutting ;ngle 2.5P

N

Tolorance

RELE
Surface treatment TIN

L4 [ Taps spec
® 57l Forblind holes

B O EEFLNRTE
B HISAREWINLT  For stainless steel

IR

Cutting direction

= 5REFMITIEIM Good cutting action
Chips flow out against tappingdirection (ejected from holes)

IRIERE

Chamfer

TOOL IDENT:TCM122 TOOL IDENT:TCM122
D P L L1 D1 K Standard D P L L1 D1 K Standard
M2 0.4 50 5 3 2.5 2 102 18 12.5 10
M2.5 0.45 50 5 3 2.5 M16 1.5 102 18 12.5 10
M3 0.5 50 5 4 3.2 1 102 18 12.5 10
M3.5 0.6 50 5 4 3.2 2.5 112 21 14 11.2
va 0.7 57 7 5 4 M18 2 112 21 14 11.2
0.5 57 7 5 4 JIS 1.5 112 21 14 11.2
M5 0.8 64 9 5.5 4.5 1 112 21 14 11.2
0.5 64 9 5.5 4.5 2.5 112 21 14 11.2
1 67 10 6 4.5 M20 2 112 21 14 11.2
M6 0.75 67 10 6 4.5 1.5 112 21 14 11.2
0.5 67 10 6 4.5 1 112 21 14 11.2
M8 1.25 70 12 6.3 5 2.5 118 25 16 12.5
1 70 12 6.3 5 M22 2 118 25 16 12.5 50
1.5 80 13 8 6.3 1.5 118 25 16 12.5
M10 1.25 80 13 8 6.3 118 25 16 12.5
1 80 13 8 6.3 3 130 25 18 14
1.75 89 15 9 7.1 M24 2 130 25 18 14
M12 1.5 89 15 9 7.1 ISO 1.5 130 25 18 14
1.25 89 15 9 7.1 130 25 18 14
1 89 15 9 7.1 135 28 20 16
2 95 18 11.2 9 M27 2 135 28 20 16
M14 1.5 95 18 11.2 9 1.5 135 28 20 16
1.25 95 18 11.2 9 3.5 138 31 20 16
1 95 18 11.2 9 M30 E 138 31 20 16
138 31 20 16
1.5 138 31 20 16
"”ﬁ’oﬁt‘ BHED | omzm | DB |aem| ARa | 7u9 | IAM %W ws | 55 | 9 || BB | sm | BF | REE | 98F %8s ””W‘% BRER | omzm | PR |azm| AW 7AW | TAM 0| ws | S5 | 9 |xm| BB | mw ) BUE | REE | 982 %8
SR | oot | EAPON | 49 | Hardened ieel | S Toolsieel| S5 | {2 | Quitle | copper | Brass | B35, | ronze ATIRA™| Ay 2, | NS | Letne SRR | oot | M) GI0Y | ardenedsteel | B Toolsieet| §2 | (o | Duiie | Copper| Brass| B35, once MiTIAI™| iy, | NSRS | i
BEES N| C025% |C025%-045%| C045%~ | ScM | e | 3oRE| sus | skp | sc | Fc | Fcp | cu | Bs | BsC | PB | AL | ALADC MC znc BEES N C025%  |C025%-045%| C045%~ | ScM | TRt | 3| sus | skp | sc | Fc | FcD | cu | Bs | BsC | PB | AL | ALADC MC znc
O ©) ©) O ©) ©)
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MLIRE R4 5
Helicoil Screw Thread Taps
Spiral Flute Taps

TIEMEL

Material

RELME

25451 / Taps spec
® 57l Forblind holes

8 RLEFFHNRTE
8 1]/ 25 SE IR E

PSS
Cutting angle

L2

1)}

VK

e

nE

Tolorance

HIHI75 1
Cutting direction

8 5 REFHTIEIME Good cutting action
Chips flow out against tappingdirection (ejected from holes)

IRERAE

Chamfer

Materials where chips come outcontinuously in coil shape

&5
b

MLIRE IR e 3
Helicoil Screw Thread Taps
Spiral Flute Taps

D1

\ "‘”\'.‘.\i.h - =
S —

TIRME hiE ISR pNe
L2545 [ Taps spec

® 57 Forblind holes
8 R4 EEFLHIRTE
8 {8 2ELE MR R

IR

Cutting

direction

8 5RFIIEIME Good cutting action
Chips flow out against tappingdirection (ejected from holes)
Materials where chips come outcontinuously in coil shape

TIRIERE

Chamfer

TOOL IDENT:TCS112 TOOL IDENT:TCS112
D P L L1 D1 K standard
ST2 0.4 50 9 3 2.5 ST18 2.5 118 38 16 12.5
ST2.5 0.45 50 10 4 3.2 1.5 112 36 14 11.2
ST3 0.5 57 13 5 4 JIS 2.5 130 45 18 14
ST4 0.7 64 16 55 4.5 ST20 2 118 38 16 12.5
ST5 0.8 67 19 6 4.5 1.5 118 38 16 12.5
ST6 1 70 19 6.3 5 2.5 135 45 20 16
ST7 1 70 19 6.3 5 ST22 2 130 45 18 14 150
T8 1.25 80 23 8 6.3 1.5 130 45 18 14
1 80 23 8 6.3 3 138 48 20 16
1.5 89 28 9 7.1 ST24 2 135 45 20 16
ST10 1.25 89 28 9 7.1 1.5 135 45 20 16
1 89 28 9 7.1 1SO 3 138 48 20 16
ST12 1.75 95 29 11.2 9 ST27 2 138 48 20 16
1.5 95 29 11.2 1.5 138 48 20 16
2 102 31 12.5 10
ST14
1.5 102 31 12.5 10
ST16 2 112 36 14 11.2
1.5 112 36 14 11.2
””MIQ?% BHED | omzm | DB |aem| ARa | 7u9| TAM w0 ws | 55 | 9 || BB |sm | BF | REE | 98F  %os ””;[;”,0*% BRER | omzm | PR |azm| AW 7AW | TAM 0| ws | S5 | 9 |xm| BB | mw ) BUE | REE | 982 %8
SR | cabohher | OO | 49 | Hardened ieel | S Toolsieel| S5 | {2 | Qe | copper | rass | B35, | ronze ATIRA™ Ay 2isi | NS | Letne SN | coreon el | ORGP &Y | Hordened teel | S | Toolstel| G2 | 57 | Q| copper | Brass | B, mronze AT AR | MRS | g’
BEES N| C025% |C025%-045%| C045%~ | ScM | e | 3oRE| sus | skp | sc | Fc | Fcp | cu | Bs | BsC | PB | AL | ALADC MC znc BEES N C025%  |C025%-045%| C045%~ | ScM | TRt | 3| sus | skp | sc | Fc | FcD | cu | Bs | BsC | PB | AL | ALADC MC znc
0|00 ]|O| O ©) ©) ©) 0|00 ]|O| O ©) @) ©)
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—#i&F UNC/UNF R e
General application UNC/UNF
Spiral Flute Taps L

D1

=-¢

TIEMK %E%Ea e ng IE MR
Material Surface treatment Cutting angle Tolorance Cutting direction Chamfer
LS5 / Taps spec

® 57 Forblind holes
8 R4 EEILHIR TR
8 {8 2ELE IR

s 5 REFHITIEIME Good cutting action

Chips flow out against tappingdirection (ejected from holes)
Materials where chips come outcontinuously in coil shape

—i% A8 UNC/UNF 1Rhe4s s
General application UNC/UNF
Spiral Flute Taps

D1

TIE##E S RILEIE2 NE
L2545 [ Taps spec

® 57 Forblind holes
8 R4 EEFHIRETE
8 {8 2ELLE MR R

IR

Cutting direction

= 5RIFMTIEIM Good cutting action
Chips flow out against tappingdirection (ejected from holes)
Materials where chips come outcontinuously in coil shape

TIHIERE

Chamfer

TOOL IDENT:TCU112 TOOL IDENT:TCU112
D | L \ L1 \ D1 \ K | Standard D L L1 D1 K Standard
2-56 50 12 3.0 2.5 3/8-16 80 23 8.0 6.3
2-64 50 12 3.0 2.5 3/8-24 80 19 8.0 6.3
3-48 50 3.0 2.5 3/8-32 80 19 8.0 6.3
3-56 50 9 3.0 2.5 7/16-14 89 28 9.0 7.1
4-40 50 10 4.0 3.2 7/16-20 89 19 9.0 7.1
4-48 50 10 4.0 3.2 7/16-28 89 19 9.0 7.1
5-40 50 10 4.0 3.2 1/2-13 89 28 9.0 7.1
5-44 50 10 4.0 3.2 1/2-20 89 19 9.0 7.1
6-32 50 10 5.0 4 JIS 1/2-28 89 19 9.0 7.1
6-40 50 10 5.0 4 9/16-12 95 29 11.2 9
8-32 57 13 5.0 4 9/16-18 95 19 11.2 9
8-36 57 13 5.0 4 9/16-24 95 19 11.2 9
10-24 64 16 5.5 4.5 5/8-11 102 31 12.5 10
10-32 64 16 5.5 4.5 5/8-18 102 20 125 10 1s0
12-24 67 19 6.0 4.5 5/8-24 102 20 12.5 10
12-28 67 19 6.0 4.5 3/4-10 112 36 14.0 11.2
12-32 67 15 6.0 4.5 3/4-16 112 23 14.0 11.2
1/4-20 67 19 6.3 5 3/4-20 112 23 14.0 11.2
1/4-28 67 19 6.3 5 7/8-9 118 38 16.0 12.5
1/4-32 67 15 6.3 5 150 7/8-14 118 23 16.0 12.5
5/16-18 70 19 6.3 5 1-8 135 45 20.0 16
5/16-24 70 19 6.3 5 1-12 135 28 20.0 16
5/16-32 70 19 6.3 5 11/8-7 138 48 20.0 16
11/8-12 138 31 20.0 16
11/4-7 151 51 22.4 18
11/4-12 151 34 22.4 18
"”ﬁ’oﬁt‘ BHED | omzm | DB |aem| ARa | 7u9| TAM w0 ws | 55 | 9 || BB |sm | BF | REE | 98F  %os ””W‘% BRER | omzm | PR |azm| AW 7AW | TAM 0| ws | S5 | 9 |xm| BB | mw ) BUE | REE | 982 %8
SRS | Aoy | ERCEPN B9 | HardenediSteel | SBESS | oolsteel| S35 | G2t | Dutle | copper| Brass | B, | Bonze MWII™| Jorinett, | Mognedny | A0chley SR | casonGher | MELIPON | 49y | ardened seet | S Toolsteel| S5 | (221 | Quetle | copper | rass | B35, |ronze ATIA™ Ay it NS | ek
BEES N| C025% |C025%-045%| C045%~ | ScM | e | 3oRE| sus | skp | sc | Fc | Fcp | cu | Bs | BsC | PB | AL | ALADC MC znc BEES N C025%  |C025%-045%| C045%~ | ScM | TRt | 3| sus | skp | sc | Fc | FcD | cu | Bs | BsC | PB | AL | ALADC MC Zbc
O O O O O|l0 |00 |0 O O O O OO0 |00 |0
23 24




$RINITA UNC/UNF #REEL i
For Aluminium UNC/UNF
Spiral Flute Taps

TIEHK RELE a u P oo
Material Surface treatment Cutting angle [l Tolorance
L5451 / Taps spec

® 57 Forblind holes
8 2 EEFLHER TR
» 18 2ELE IR

Lk

IR 1)

Cutting direction

IHERE

Chamfer

8 GRIFHITIHIMY Good cutting action
Chips flow out against tappingdirection (ejected from holes)

Materials where chips come outcontinuously in coil shape

ad

$RI0T A UNC/UNF $RiEL
For Aluminium UNC/UNF
Spiral Flute Taps

TIEHE @ REAID na
Material Surface treatment

PIHI#EK NE
Cutting angle Tolorance

L5451 [ Taps spec
® 57, Forblind holes
8 P RAEFFMNRTE

8 HITEMINT For aluminum

D1

Lk

TIHI7E
Cutting direction

PIHIERE

Chamfer

8 GRIFHITIEIM Good cutting action
Chips flow out against tappingdirection (ejected from holes)

=6

TOOL IDENT:TCU132 TOOL IDENT:TCU132
Standard D L L1 D1 K Standard
2-56 50 5 3.0 2.5 7/16-14 89 15 9.0 7.1
2-64 50 5 3.0 2.5 7/16-20 89 15 9.0 7.1
3-48 50 5 3.0 2.5 7/16-28 89 15 9.0 7.1
3-56 50 5 3.0 2.5 1/2-13 89 15 9.0 7.1
4-40 50 5 4.0 3.2 1/2-20 89 15 9.0 7.1
4-48 50 5 4.0 3.2 1/2-28 89 15 9.0 7.1
5-40 50 5 4.0 3.2 9/16-12 95 19 11.2 9
5-44 50 5 4.0 3.2 9/16-18 95 19 11.2 9
6-32 50 5 5.0 4 9/16-24 95 19 11.2 9
6-40 50 5 5.0 4 JIs 5/8-11 102 20 1255 10
8-32 57 7 5.0 4 5/8-18 102 20 12.5 10
8-36 57 T 5.0 4 5/8-24 102 20 12.5 10 1SO
10-24 64 9 5.5 4.5 3/4-10 112 23 14.0 11.2
10-32 64 9 5.5 4.5 3/4-16 112 23 14.0 11.2
12-24 67 10 6.0 4.5 3/4-20 112 23 14.0 11.2
12-28 67 10 6.0 4.5 7/8-9 118 23 16.0 12.5
12-32 67 10 6.0 4.5 7/8-14 118 23 16.0 12.5
1/4-20 67 10 6.3 5 1-8 135 28 20.0 16
1/4-28 67 10 6.3 5 1-12 135 28 20.0 16
1/4-32 67 10 6.3 5 11/8-7 138 31 20.0 16
5/16-18 70 12 6.3 5 11/8-12 138 31 20.0 16
5/16-24 70 12 6.3 5 ISO 11/4-7 151 34 22.4 18
5/16-32 70 12 6.3 5 11/4-12 151 34 22.4 18
3/8-16 80 13 8.0 6.3
3/8-24 80 13 8.0 6.3
3/8-32 80 13 8.0 6.3
MTHE " & N N - _ 7| = | TR | Ema ~ » MTHE = & N N - A | =em 48 o ~ s
N R I o I i il I - P ol o . W vl A Wl o e Ll
StcelMidSteel| CarbonSteel | CSteel | Stedl | HardenedSteel | >R | ToolSteel | 5271 | Ton | caskinan | Copper| Brass | B | Bronze| “RIE™ | Aloy Casting | Al Casting | Casing’ StceiMio el | CarbonSteel | B Staal | ‘Siedl | Hardened steel | SSRE | Toolsteel| 381 | Tion | iy | Coper| Brass | S5, | Bronze | “REIE™| Al Casing | Al Casting | Casing
BEES N| C025% |C025%-045%| C045%~ | ScM | e | 3oRE| sus | skp | sc | Fc | Fcp | cu | Bs | BsC | PB | AL | ALADC MC znc BEES N C025%  |C025%-045%| C045%~ | ScM | TRt | 3| sus | skp | sc | Fc | FcD | cu | Bs | BsC | PB | AL | ALADC MC Zbc
@) O @) @) @) @) @) @)
25 26




AEMMMITA UNC/UNF 1RhEL
For Stainless Steels UNC/UNF
Spiral Flute Taps L

e R

D1

TIAME ﬁmﬁa IR NE I MR
Material Surface treatment Cutting angle Tolorance Cutting direction Chamfer
LS5 / Taps spec

® 57 Forblind holes s 5 REFITIAIME Good cutting action
O EEFMIRTE  Chips flow out against tappingdirection (ejected from holes)
® HISARFEMII  Forstainless steel

AEMINT A UNC/UNF tRiEL 5
For Stainless Steels UNC/UNF
Spiral Flute Taps

TIEME REE I N

L4544 [ Taps spec

D1

RE

JIHI7 R

Cutting direction

® 57l Forblind holes = GREFITIEIM Good cutting action
A2 EZEEFM&RTE  Chipsflow out against tappingdirection (ejected from holes)

B HXAREWINI  Forstainless steel

IRIERE

Chamfer

TOOL IDENT:TCU122 TOOL IDENT:TCU122
D L L1 D1 K Standard D L L1 D1 K Standard
2-56 50 5 3.0 2.5 5/16-18 70 12 6.3 5
2-64 50 5 3.0 2.5 5/16-24 70 12 6.3 5
3-48 50 5 3.0 2.5 5/16-32 70 12 6.3 5
3-56 50 5 3.0 2.5 3/8-16 80 13 8.0 6.3
4-40 50 5 4.0 3.2 3/8-24 80 13 8.0 6.3
4-48 50 5 4.0 3.2 3/8-32 80 13 8.0 6.3
5-40 50 5 4.0 3.2 7/16-14 89 15 9.0 7.1
5-44 50 5 4.0 3.2 7/16-20 89 15 9.0 7.1
6-32 50 5 5.0 3.2 s 7/16-28 89 15 9.0 7.1
6-40 50 5 5.0 3.2 1/2-13 89 15 9.0 7.1
8-32 57 7 5.0 4 1/2-20 89 15 9.0 7.1 IS0
8-36 57 7 5.0 4 1/2-28 89 15 9.0 7.1
10-24 64 9 5.5 4.5 9/16-12 95 18 11.2 9
10-32 64 9 5.5 4.5 9/16-18 95 18 11.2 9
12-24 67 10 6.0 4.5 9/16-24 95 18 11.2 9
12-28 67 10 6.0 4.5 5/8-11 102 18 12.5 10
12-32 67 10 6.0 4.5 5/8-18 102 18 12.5 10
1/4-20 67 10 6.0 4.5 5/8-24 102 18 12.5 10
1/4-28 67 10 6.0 4.5 ISO 3/4-10 112 21 14.0 11.2
1/4-32 67 10 6.0 4.5 3/4-16 112 21 14.0 11.2
3/4-20 112 21 14.0 11.2
"”ﬁ’oﬁt‘ BHED | omzm | DB |aem| ARa | 7u9 | IAM %W ws | 55 | 9 || BB | sm | BF | REE | 98F %8s ””W‘% BRER | omzm | PR |azm| AW 7AW | TAM 0| ws | S5 | 9 |xm| BB | mw ) BUE | REE | 982 %8
SR | oot | EAPON | 49 | Hardened ieel | S Toolsieel| S5 | {2 | Quitle | copper | Brass | B35, | ronze ATIRA™| Ay 2, | NS | Letne SRR | oot | M) GI0Y | ardenedsteel | B Toolsieet| §2 | (o | Duiie | Copper| Brass| B35, once MiTIAI™| iy, | NSRS | i
BEES N| C025% |C025%-045%| C045%~ | ScM | e | 3oRE| sus | skp | sc | Fc | Fcp | cu | Bs | BsC | PB | AL | ALADC MC znc BEES N C025%  |C025%-045%| C045%~ | ScM | TRt | 3| sus | skp | sc | Fc | FcD | cu | Bs | BsC | PB | AL | ALADC MC znc
O ©) ©) O ©) ©)
27 28




—i& A ot 2 5
General application
Spiral Pointed Taps

D1

TIEME

Material

®EfL

REE

B o

L25E4FME [ Taps spec

Forblind holes

I
Cutting angle

NE

Tolorance

JIHIA R

Cutting direction

B EEEERT No chip blockage condition
® FiiTiRsEE A Shallow and unigue flute form provides strong structure
® JHIMEREEF Good cutting action ®  ZERAIT High speed tapping
® Y)[8 2ELEHIRMEL Materials where chips come outcontinuously in coil shape

=-¢

—i F ot 42 5
General application
Spiral Pointed Taps

B R EL ML LA ALt 1T

QIIT)11)))) 11711 4

TIEME

Material

RELE
Surface treatment TIN

L4 [ Taps spec

B Ef

Forblind holes

PILIESS

Cuttingangle

D1

NE

Tolorance

IR

Cutting direction

B EEEERT No chip blockage condition
= FiiTiRsEE A Shallow and unigue flute form provides strong structure
® HIMEREEF Good cuttingaction ®  ZERAIIT High speed tapping
® V)8 2ELEMIRIMEL Materials where chips come outcontinuously in coil shape

TOOL IDENT:TCM212 TOOL IDENT:TCM212
D P L L1 D1 K Standard D P L L1 D1 K Standard
M2 0.4 50 12.5 3 2.5 2 102 31 12.5 10
M2.5 0.45 50 9 3 2.5 M16 1.5 102 31 12.5 10
M3 0.5 50 10 4 3.2 1 102 31 12.5 10
M3.5 0.6 50 10 4 3.2 2.5 112 36 14 11.2
M4 0.7 57 13 5 4 M18 2 112 36 14 11.2
0.5 57 13 5 4 JIS 1.5 112 36 14 11.2
M5 0.8 64 16 5.5 4.5 1 112 36 14 11.2
0.5 64 16 5.5 4.5 2.5 112 36 14 11.2
1 67 19 6 4.5 2 112 36 14 11.2
M20
M6 0.75 67 19 6 4.5 15 112 36 14 11.2
0.5 67 19 6 4.5 1 112 36 14 11.2
1.25 70 19 6.3 5 2.5 118 38 16 12.5 1SO
M8 1 70 19 6.3 5 M22 2 118 38 16 12.5
15 80 23 8 6.3 1.5 118 38 16 12.5
M10 1.25 80 23 8 6.3 3 130 45 18 14
1 80 23 8 6.3 M24 2 130 45 18 14
1.75 89 28 9 7.1 1.5 130 45 18 14
. 1.5 89 28 9 7.1 ISO 3 135 45 20 16
1.25 89 28 9 7.1 M27 2 135 45 20 16
1 89 28 9 7.1 1.5 135 45 20 16
2 95 29 11.2 9 3.5 138 48 20 16
1.5 95 29 11.2 9 3 138 48 20 16
M14 M30
1.25 95 29 11.2 9 2 138 48 20 16
1 95 29 11.2 9 1.5 138 48 20 16
pIhE| BEER | aomze | PR aem mmam oW | IAW a@wn | 55 | @ (wm| BB mm | BF | HRE | 92F  %ES PR BEER | emma | PR 2em| mmam  |few | IAW s 55 | @ (e BB mm | BF | HEE | %8F %8s
™ |t | st |ehCobon) Aoy | viciene el |80 Totset] S25 | 625 | Qe | copper| s 85| ronce Mmiam) A | oges | Zecly | citon| chishon, (MeAGaEon| Aoy | ot | 80 Tois | G2 | G2 | e | coner s | 8255, loree P s, | Mot oy
BEES N| C025% |C025%-045%| C045%~ | ScM | e | 3oRE| sus | skp | sc | Fc | Fcp | cu | Bs | BsC | PB | AL | ALADC MC znc BEES N C025%  |C025%-045%| C045%~ | ScM | TRt | 3| sus | skp | sc | Fc | FcD | cu | Bs | BsC | PB | AL | ALADC MC Zbc
O O O 10 O O] 00O ]0O0] O O O O O O o 10 O O] OO0 |0 O O O O
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— g KRR Soim 42 o
General application Long Shank
Spiral Pointed Taps

B s ddadiais T —

e W v | i [FIE e
L5451 | Taps spec
® jBFL Forblind holes

D1

NE

Tolorance

JIHIA R

Cutting direction

B EEEERT No chip blockage condition
® FiiTiRsEE A Shallow and unigue flute form provides strong structure
® JHIMEREEF Good cutting action ®  ZERAIT High speed tapping
® )8 2ELEHIRMEL Materials where chips come outcontinuously in coil shape

=-¢

— g KRB Foim 42 5
General application Long Shank
Spiral Pointed Taps

LR LR

TIEME

Material

RELE

Le5E4FME [ Taps spec

®Ef

Forblind holes

RILIESS

Cuttingangle

D1

NE

Tolorance

IR )

Cutting direction

B EEEERT No chip blockage condition
= FiiTiRsEE A Shallow and unigue flute form provides strong structure
® tHIMEREEF Good cuttingaction ® ZERAIT High speed tapping
» V)8 2ELEMIRIMEL Materials where chips come outcontinuously in coil shape

TOOL IDENT:TCM212L TOOL IDENT:TCM212L
D P L L1 D1 K Standard D P L L1 D1 K Standard
M3 0.5 100 10 4 3.2 2 150 or 200 31 12.5 10
M3.5 0.6 100 10 4 3.2 M16 1.5 150 or 200 31 12.5 10
M4 0.7 100 13 5 4 1 150 or 200 31 12.5 10
0.5 100 13 5 4 2.5 150 or 200 36 14 11.2
M5 0.8 100 16 5.5 4.5 s M18 2 150 or 200 36 14 11.2
0.5 100 16 5.5 4.5 1.5 150 or 200 36 14 11.2
1 100 or 120 19 6 4.5 1 150 or 200 36 14 11.2
M6 0.75 100 or 120 19 6 4.5 2.5 150 or 200 36 14 11.2
0.5 100 or 120 19 6 4.5 M20 2 150 or 200 36 14 11.2
M8 1.25 100 or 120 19 6.3 5 1.5 150 or 200 36 14 11.2
1 100 0or 120 19 6.3 5 1 150 or 200 36 14 11.2
1.5 100 or 120 23 8 6.3 2.5 150 or 200 38 16 12.5 1SO
M10 1.25 100 0or 120 23 8 6.3 M22 2 150 or 200 38 16 12.5
1 100 or 120 23 8 6.3 1.5 150 or 200 38 16 12.5
1.75 120 or 150 28 9 7.1 3 200 45 18 14
M12 1.5 120 or 150 28 9 7.1 1SO M24 2 200 45 18 14
1.25 120 or 150 28 9 7.1 1.5 200 45 18 14
1 120 or 150 28 9 7.1 3 200 45 20 16
2 150 or 200 29 11.2 9 M27 2 200 45 20 16
M14 15 150 or 200 29 11.2 9 1.5 200 45 20 16
1.25 150 or 200 29 11.2 9 3.5 200 48 20 16
1 150 or 200 29 11.2 9 M30 3 200 48 20 16
2 200 48 20 16
1.5 200 48 20 16
"”ﬁ’oﬁt‘ BHED | omzm | DB |aem| ARa | 7u9 | IAM %W ws | 55 | 9 || BB | sm | BF | REE | 98F %8s ””W‘% BRER | omzm | PR |azm| AW 7AW | TAM 0| ws | S5 | 9 |xm| BB | mw ) BUE | REE | 982 %8
SRS | ool | ERCEPON B9 | HardenediSteel | SBESS | oolsteel| S35 | Gt | Dutle | copper| Brass | B, | Bonze AT Joriiett, | Mognedny | A0ty SR | casoh et | MEREIPON | B9y | ardened seet | S Toolsteel| S5 | 221 | Quetle | copper | rass | B35%, | ronze AYTIA™| iy 2ot NS | ek
BEES N| C025% |C025%-045%| C045%~ | ScM | e | 3oRE| sus | skp | sc | Fc | Fcp | cu | Bs | BsC | PB | AL | ALADC MC znc BEES N C025%  |C025%-045%| C045%~ | ScM | TRt | 3| sus | skp | sc | Fc | FcD | cu | Bs | BsC | PB | AL | ALADC MC Zbc
O O o 10 O OJ]O0|0O]O 0] O O O O O O O 10 O OJ]O0|0O]O O] O O O O
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—i 8 DIN371-DIN376 Fclimse —i 8 DIN374 Fcimse it
General application DIN371-DIN376 General application DIN374
Spiral Pointed Taps . . Spiral Pointed Taps L

L2

LK

==+ -3¢ e = s = Y

m

—xit P —————— 3 \ '_~

e —

HQM*J@ RELE a Py o YT IR ﬁfma tﬂﬁU%&&ﬂ 0% ST
Material Surface treatment Cutting angle Tolorance Cutting direction Material Surface treatment Cutting angle Tolorance Cutting direction

2258431 / Taps spec 2254 | Taps spec
® &F, Forblindholes ® FEBEEIR No chip blockage condition ® @F, Forblindholes ® EREIEZEIRR No chip blockage condition
® FTITIRGEE A Shallow and unigue flute form provides strong structure ® FUITIRGEE A Shallow and unigue flute form provides strong structure
= IHIEEEEF Good cutting action ® FRHINT High speed tapping = HIHIEEEEF Good cutting action ® ERHNT High speed tapping
® )8 2EEEHIRIIMEL Materials where chips come outcontinuously in coil shape ® )8 2ELEHIRIMEL Materials where chips come outcontinuously in coil shape
TOOL IDENT:TDM212
TOOL IDENT:TDM212
D P L L1 D1 K Standard
) P L L1 D1 K Standard Ma 0.5 66 10 2.8 2.1
M2 0.4 46.5 I 2.8 2.1 0.35 66 10 2.8 2.1
M2.5 0.45 515 9 2.8 2.1 M5 0.5 74 11 3.5 ;-7
0.75 84 13 4.5 4
M3 . . . M6
o I B e s e e
M5 0.8 74 15 6 4.9 0.75 90 20 6 4.9
M6 1 84 17 6 4.9 1.25 100 22 7 5.5
M8 1.25 90 20 8 6.2 M10 1 100 22 7 5.5
0.75 100 22 7 5.5
M10 .
1.5 100 22 10 8 G 100 %] 5 7
M12 L75 110 24 2 ! M12 1.25 100 2 9 7
M14 2 110 26 11 9 1 100 22 9 7
M16 2 110 27 12 9 1.5 100 22 11 9
M18 2.5 125 30 14 11 M14 1.25 100 22 11 9
M20 25 140 32 16 1 DIN3T6 115 188 ;g E Z
M22 2.5 140 32 18 14.5 M16 1 100 P 1 9 DIN374
M24 3 160 34 18 14.5 2 125 25 14 11
M27 3 160 36 20 16 M18 1.5 125 25 14 11
M30 3.5 180 40 22 18 1 125 25 14 11
M33 3.5 180 40 25 20 2 140 25 16 12
M20 1.5 140 25 16 12
1 140 25 16 12
2 140 27 18 14.5
M22 1.5 140 27 18 14.5
1 140 27 18 14.5
2 140 27 18 14.5
M24 1.5 140 27 18 14.5
1 140 27 18 14.5
140 28 20 16
mM27 1.5 140 28 20 16
M30 2 150 28 22 18
1.5 150 28 22 18
"”ﬁ’oﬁt‘ (i R | BE azm wmm |Au@| TAs |e@|ws | B2 | @ me| 29 mw | EPE | B8 #8f Aos ””W‘% B FHER | BE leewm| wmmm EA| TS | 59| 5% B2 | @ mm| B0 mm | ZEE | fEE ) %08\ u8s
SN | o et | MBI G1Y | ardenedteel | B Toolsieet| §2 | (o | Dule | copper| Brass| B35, roree HTIA™| 7R, | NOPREG | 0EngY ST | Cabonaer | ERCEPN) BOY | HardenedSteel | S2ESS | oolsteel| S35 | At | Dutle | copper| Brass | B3 | Bronze MM Jyutn, | Nosheds | A0ciley
BEES N| C025% |C025%-045%| C045%~ | ScM | e | 3oRE| sus | skp | sc | Fc | Fcp | cu | Bs | BsC | PB | AL | ALADC MC znc BEES N C025%  |C025%-045%| C045%~ | ScM | TRt | 3| sus | skp | sc | Fc | FcD | cu | Bs | BsC | PB | AL | ALADC MC Zbc
@ @) o 10 @ OO0l O0 0] O @ @ @) @ @ o 10 @ OO0l O0 0] O @ @ @
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MLIRE A Soimss

Helicoil Screw Thread Taps

MLRE R i

Helicoil Screw Thread Taps

Spiral Pointed Taps L Spiral Pointed Taps = — e
L1 L2 5 |_i. ” £ ) a LK b
o[ H——f———— —@ | — - &
: 3
: - S TEARIIAIAAD, i
. ) p———
L5451 | Taps spec L4 [ Taps spec
®Efl Forblindholes ® FEHEEIL No chip blockage condition ®&Fl Forblindholes ® FEHEEIL No chip blockage condition
® FiiTiRsEE A Shallow and unigue flute form provides strong structure = FiiTiRsEE A Shallow and unigue flute form provides strong structure
® JHIMEREEF Good cutting action ®  ZERAIT High speed tapping ® 4| 4AEEF] Good cutting action ® ZEMT High speed tapping
» )8 2ELEIIREIMEL  Materials where chips come outcontinuously in coil shape » {8 2ELEIRAIMEL  Materials where chips come outcontinuously in coil shape
TOOL IDENT:TCS212 TOOL IDENT:TCS212
D P L L1 D1 K Standard D P L L1 D1 K Standard
ST2 0.4 50 9 3 2.5 ST18 2.5 118 38 16 12.5
ST2.5 0.45 50 10 4 3.2 1.5 112 36 14 11.2
ST3 0.5 57 13 5 4 JIS 2.5 130 45 18 14
ST4 0.7 64 16 55 4.5 ST20 2 118 38 16 12.5
ST5 0.8 67 19 6 4.5 1.5 118 38 16 12.5
ST6 1 70 19 6.3 5 2.5 135 45 20 16
ST7 1 70 19 6.3 5 ST22 2 130 45 18 14 1SO
T8 1.25 80 23 8 6.3 1.5 130 45 18 14
1 80 23 8 6.3 3 138 48 20 16
1.5 89 28 9 7.1 ST24 2 135 45 20 16
ST10 1.25 89 28 9 7.1 1SO 1.5 135 45 20 16
1 89 28 9 7.1 3 138 48 20 16
ST12 1.75 90 29 11.2 9 ST27 2 138 48 20 16
1.5 90 29 11.2 9 1.5 138 48 20 16
2 102 31 12.5 10
ST14
1.5 102 31 12.5 10
ST16 2 112 36 14 11.2
1.5 112 36 14 11.2
"”MI%’:% BHED | omzm | DB |aem| ARa | 7u9 | IAM %W ws | 55 | 9 || BB | sm | BF | REE | 98F %8s ””;[;”,0*% BRER | omzm | PR |azm| AW 7AW | TAM 0| ws | S5 | 9 |xm| BB | mw ) BUE | REE | 982 %8
SN | o et | MBI G1Y | ardenedteel | B Toolsieet| §2 | (o | Dule | copper| Brass| B35, roree HTIA™| 7R, | NOPREG | 0EngY SN coron el | ORGP &Y | Hordened teet | S | Toolstel| G2 | 57 | Q| copper | Brass | B, mronze AYTHR™) Al | MRS | g’
BEES N| C025% |C025%-045%| C045%~ | SCM | Rt | FRE| Sus | skp | sc | Fc | Fco | cu | Bs | Bsc | PB | AL | ALADC | MC znc BEES N C025%  |C025%-045%| C045%~ | ScM | TRt | 3| sus | skp | sc | Fc | FcD | cu | Bs | BsC | PB | AL | ALADC MC znc
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—#&F UNC/UNF Scimes s
General application UNC/UNF
Spiral Pointed Taps

L LI TR TR TN

J ,

INFFFIPIAIIRRRIAIS [ —
TIAME EENE a PITIE
Material Surface treatment Cutting angle

LL5EFME [ Taps spec
® @7 Forblind holes

D1

Lk

N

Tolorance

LRI A

Cutting direction

®m EEEERT No chip blockage condition

® FiiTiRaEE A Shallow and unigue flute form provides strong structure
= IHIEEEEF) Good cuttingaction ™ FIRNNT High speed tapping
® V)8 2ELEHIRMEL Materials where chips come outcontinuously in coil shape

a4

—i A UNC/UNF Scim4s it
General application
Spiral Pointed Taps

L1

D1

|Lk

b= ——

A%

Tolorance

HQMH@ FELIE a
Material Surface treatment

LS5 [ Taps spec
® 3@FL Forblind holes

ISR ﬂ
Cutting angle

IR

Cutting direction

B EFEEERT No chip blockage condition

® TR E A Shallow and unigue flute form provides strong structure
= HIEREEF] Good cutting action ® BRI High speed tapping
m V)8 2EESEMIRME Materials where chips come outcontinuously in coil shape

TOOL IDENT:TCU212 TOOL IDENT:TCU212
D L L1 D1 K Standard D L L1 D1 K Standard
2-56 50 12 3.0 2.5 3/8-16 80 23 8.0 6.3
2-64 50 12 3.0 2.5 3/8-24 80 23 8.0 6.3
3-48 50 3.0 2.5 3/8-32 80 23 8.0 6.3
3-56 50 3.0 2.5 7/16-14 89 28 9.0 7.1
4-40 50 10 4.0 3.2 7/16-20 89 28 9.0 7.1
4-48 50 10 4.0 3.2 7/16-28 89 28 9.0 7.1
5-40 50 10 4.0 3.2 1/2-13 89 28 9.0 7.1
5-44 50 10 4.0 3.2 1/2-20 89 28 9.0 7.1
6-32 50 10 5.0 4 IS 1/2-28 89 28 9.0 7.1
6-40 50 10 5.0 4 9/16-12 95 29 11.2 9
8-32 57 13 5.0 4 9/16-18 95 30 11.2 9
8-36 57 13 5.0 4 9/16-24 95 31 11.2 9
10-24 64 16 5.5 4.5 5/8-11 102 31 12.5 10 1SO
10-32 64 16 5.5 4.5 5/8-18 102 31 12.5 10
12-24 67 19 6.0 4.5 5/8-24 102 31 12.5 10
12-28 67 19 6.0 4.5 3/4-10 112 36 14.0 11.2
12-32 67 15 6.0 4.5 3/4-16 112 36 14.0 11.2
1/4-20 67 19 6.3 5 3/4-20 112 36 14.0 11.2
1/4-28 67 19 6.3 5 7/8-9 118 38 16.0 12.5
1/4-32 67 19 6.3 5 7/8-14 118 38 16.0 12.5
5/16-18 70 19 6.3 5 ISO 1-8 135 45 20.0 16
5/16-24 70 19 6.3 5 1-12 135 45 20.0 16
5/16-32 70 19 6.3 5 11/8-7 138 48 20.0 16
11/8-12 138 48 20.0 16
11/4-7 151 51 22.4 18
11/4-12 151 51 22.4 18
"”ﬁ’oﬁt‘ BHED | omzm | DB |aem| ARa | 7u9 | IAM %W ws | 55 | 9 || BB | sm | BF | REE | 98F %8s ””W‘% BRER | omzm | PR |azm| AW 7AW | TAM 0| ws | S5 | 9 |xm| BB | mw ) BUE | REE | 982 %8
SRS | ool | ERCEPON B9 | HardenediSteel | SBESS | oolsteel| S35 | Gt | Dutle | copper| Brass | B, | Bonze AT Joriiett, | Mognedny | A0ty SR | casoh et | MEREIPON | B9y | ardened seet | S Toolsteel| S5 | 221 | Quetle | copper | rass | B35%, | ronze AYTIA™| iy 2ot NS | ek
BEES N| C025% |C025%-045%| C045%~ | ScM | e | 3oRE| sus | skp | sc | Fc | Fcp | cu | Bs | BsC | PB | AL | ALADC MC 7bC BEES N C025%  |C025%-045%| C045%~ | ScM | TRt | 3| sus | skp | sc | Fc | FcD | cu | Bs | BsC | PB | AL | ALADC MC 7be
O O o 10 O OJ]O0|0O]O 0] O O O O O O O 10 O OJ]O0|0O]O O] O O O O
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BB ATELE
For Non-Ferrous Metals
Forming Taps

TIEHE @
Material

REAE
Surface treatment TIN

L2545 [ Taps spec
® EEHE Taps do not produce chips
® JiiTiRsEE A Shallow and unigue flute form provides strong structure
® @7, 5FFA Materials with Formability
8 FEHIEMRERFHMAINTI Mainly aimed at processing materials with good extensibility

D1

A

PIEIESY  2- NE
cutting angle il Tolorance

TIEIA A

Cutting direction

B NIBLEERRTE Precise uniformity of tapped thread limit

BT EALTELHE
For Non-Ferrous Metals
Forming Taps

L4545 [ Taps spec

—

I

Cutting angle

® EEHE Taps do not produce chips
= JifisEE A Shallow and unigue flute form provides strong structure
® @7, EFLFEA Materials with Formability
8 FEHWEMERFHMAIT  Mainly aimed at processing materials with good extensibility

4.5P RGO

L1

L2

D1

=-¢

nE

TR A

Cutting direction

B NIRSUEERRRE Precise uniformity of tapped thread limit

TOOL IDENT:TCM312 TOOL IDENT:TCM312
D P L L1 D1 K Standard D P L L1 D1 K Standard
M2 0.4 50 12.5 3 2.5 2 102 20 12.5 10
M2.3 0.4 50 12.5 3 2.5 M16 1.5 102 20 12.5 10
M2.5 0.45 50 14.5 3 2.5 1 102 20 12.5 10
M2.6 0.45 50 14.5 3 2.5 2.5 112 23 14 11.2
M3 0.5 50 10 4 3.2 M18 2 112 23 14 11.2
M3.5 0.6 50 10 4 3.2 1.5 112 23 14 11.2
va 0.7 57 13 5 4 s 1 112 23 14 11.2
0.5 57 10 5 4 2.5 112 23 14 11.2
M5 0.8 64 16 5.5 4.5 M20 2 112 23 14 11.2
0.5 64 10 5.5 4.5 1.5 112 23 14 11.2
1 67 19 6 4.5 1 112 23 14 11.2
M6 0.75 67 15 6 4.5 2.5 118 25 16 12.5
0.5 67 10 6 4.5 2 118 25 16 12.5
M22 1SO
M8 1.25 70 19 6.3 5 1.5 118 25 16 12.5
1 70 19 6.3 5 1 118 25 16 12.5
15 80 19 8 6.3 3 130 25 18 14
M10 1.25 80 19 8 6.3 M24 2 130 25 18 14
1 80 19 8 6.3 1.5 130 25 18 14
1.75 89 19 9 7.1 1 130 25 18 14
2 15 89 19 9 7.1 150 3 135 28 20 16
1.25 89 19 9 7.1 M27 2 135 28 20 16
1 89 19 9 7.1 1.5 135 28 20 16
2 95 20 11.2 9 3.5 138 31 20 16
s 15 95 20 11.2 9 M30 £ 138 31 20 16
1.25 95 20 11.2 9 2 138 31 20 16
1 95 20 11.2 9 1.5 138 31 20 16
"”ﬁ’oﬁt‘ BHED | omzm | DB |aem| ARa | 7u9 | IAM %W ws | 55 | 9 || BB | sm | BF | REE | 98F %8s ””W‘% BRER | omzm | PR |azm| AW 7AW | TAM 0| ws | S5 | 9 |xm| BB | mw ) BUE | REE | 982 %8
SRS | ool | ERCEPON B9 | HardenediSteel | SBESS | oolsteel| S35 | Gt | Dutle | copper| Brass | B, | Bonze AT Joriiett, | Mognedny | A0ty SR | casoh et | MEREIPON | B9y | ardened seet | S Toolsteel| S5 | 221 | Quetle | copper | rass | B35%, | ronze AYTIA™| iy 2ot NS | ek
BEES N| C025% |C025%-045%| C045%~ | ScM | e | 3oRE| sus | skp | sc | Fc | Fcp | cu | Bs | BsC | PB | AL | ALADC MC znc BEES N C025%  |C025%-045%| C045%~ | ScM | TRt | 3| sus | skp | sc | Fc | FcD | cu | Bs | BsC | PB | AL | ALADC MC Zbc
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B£ER DIN371-DIN376 HiELs#
For Non-Ferrous Metals DIN371-DIN376

Forming Taps

LK

RIS
Cutting angle

NE

Tolorance

nmm@ RELE a
Material Surface treatment

L2545 [ Taps spec
® EEHE Taps do not produce chips

TIHIA A

Cutting direction

® JiiTiRsEE A Shallow and unigue flute form provides strong structure

® @7, 5FF#A Materials with Formability

&
b

B NIBSEERRTE Precise uniformity of tapped thread limit

8 FEHIEMRERFHMAINTI Mainly aimed at processing materials with good extensibility

E&{E DIN374 i E45E
For Non-Ferrous Metals DIN374
Forming Taps

TIEME

Material

RELE
Surface treatment TIN

L5451 / Taps spec
® EEHE Taps do not produce chips

LK

tD'ﬁ‘J%‘&K ng
Cutting angle li¥sy3 Tolorance

I\

JIHIA R

Cutting direction

® FITRGEE A Shallow and unigue flute form provides strong structure

m @7, 5FLFEA Materials with Formability

8 FEHITEMRERGFHIMEII  Mainly aimed at processing materials with good extensibility

&5
!

» NIBGUEERRE Precise uniformity of tapped thread limit

TOOL IDENT:TDM312 TOOL IDENT:TDM312
D P L L1 D1 K Standard D P L L1 D1 K Standard
M2 0.4 46.5 7 2.8 2.1 0.5 66 10 2.8 2.1
M2.5 0.45 51.5 9 2.8 2.1 M4 0.35 66 10 2.8 2.1
M3 0.5 58 11 3.5 2.7 M5 0.5 74 11 3.5 2.7
M4 0.7 66 13 4.5 3.4 0.75 84 13 4.5 3.4
DIN371 M6
M5 0.8 74 15 6 4.9 0.5 84 13 4.5 3.4
M6 1 84 17 6 4.9 M8 1 90 20 6 4.9
M8 1.25 90 20 6.2 0.75 90 20 6 4.9
M10 1.5 100 16 10 8 1.25 100 22 7 5.5
M12 1.75 110 18 9 7 M10 1 100 22 7 5.5
M14 2 110 20 11 9 0.75 100 22 7 5.5
M16 2 110 22 12 9 1.5 100 22 9 7
M18 2.5 125 25 14 11 M12 1.25 100 22 9 7
M20 25 140 25 16 12 DIN3T6 1 100 2 9 7
M22 2.5 140 27 18 14.5 1.5 100 22 11 9 DIN374
M24 3 160 30 18 14.5 M14 1.25 100 22 11 9
M27 3 160 30 20 16 1 100 22 11 9
M30 3.5 180 35 22 18 M16 1.5 100 22 12 9
M33 3.5 180 35 25 20 100 22 12 9
125 25 14 11
M18 1.5 125 25 14 11
125 25 14 11
2 140 25 16 12
M20 15 140 25 16 12
1 140 25 16 12
140 27 18 14.5
M22 1.5 140 27 18 14.5
1 140 27 18 14.5
””MIQ?% BHED | omzm | DB |aem| ARa | 7u9 | IAM %W ws | 55 | 9 || BB | sm | BF | REE | 98F %8s ””;[;”,0*% BRER | omzm | PR |azm| AW 7AW | TAM 0| ws | S5 | 9 |xm| BB | mw ) BUE | REE | 982 %8
SR | oot | EAPON | 49 | Hardened ieel | S Toolsieel| S5 | {2 | Quitle | copper | Brass | B35, | ronze ATIRA™| Ay 2, | NS | Letne SN coron el | ORGP &Y | Hordened teet | S | Toolstel| G2 | 57 | Q| copper | Brass | B, mronze AYTHR™) Al | MRS | g’
BEES N| C025% |C025%-045%| C045%~ | ScM | e | 3oRE| sus | skp | sc | Fc | Fcp | cu | Bs | BsC | PB | AL | ALADC MC znc BEES N C025%  |C025%-045%| C045%~ | ScM | TRt | 3| sus | skp | sc | Fc | FcD | cu | Bs | BsC | PB | AL | ALADC MC znc
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MULRE - BB EAGTELE
Helicoil Screw Thread Taps-For Non-Ferrous Metals
Forming Taps

TIER @
Material

RELIE
Surface treatment TIN

L4454 [ Taps spec
® EEHE Taps do not produce chips
® JiifrisEE A Shallow and unigue flute form provides strong structure
® @7, 5FLF#A Materials with Formability
8 FEHIEMRERFHMABINTI Mainly aimed at processing materials with good extensibility

PILElE::S
Cutting angle

5P

L2

D1

Lk

NE

Tolorance

JIEIA A

Cutting direction

a4

B NBSHEERTE Precise uniformity of tapped thread limit

MLIRE - FEERAELH
Helicoil Screw Thread Taps-For Non-Ferrous Metals
Forming Taps

TIEMEL

Material

RELE
Surface treatment TIN

L4545 [ Taps spec
® EEHE Taps do not produce chips

RILIES

LK

nE

Tolorance

TR A

Cutting direction

= JifisEE A Shallow and unigue flute form provides strong structure

® @7, EFLFEA Materials with Formability

8 FEHWEMERFHMAIT  Mainly aimed at processing materials with good extensibility

&5
!

B NIRSUEERRRE Precise uniformity of tapped thread limit

TOOL IDENT:TCS312 TOOL IDENT:TCS312
D P L L1 D1 K Standard D P L L1 D1 K Standard
ST2 0.4 50 9 3 2.5 STis 2.5 118 38 16 12.5
ST2.5 0.45 50 10 4 3.2 1.5 112 36 14 11.2
ST3 0.5 57 13 5 4 JIS 2.5 130 45 18 14
ST4 0.7 64 16 5.5 4.5 ST20 2 118 38 16 12.5
ST5 0.8 67 19 6 4.5 1.5 118 38 16 12.5
ST6 1 70 19 6.3 5 2.5 135 45 20 16
ST7 1 70 19 6.3 5 ST22 2 130 45 18 14
«re 1.25 80 23 8 6.3 L5 130 45 18 14 IS0
1 80 23 8 6.3 3 138 48 20 16
1.5 89 28 9 7.1 ST24 2 135 45 20 16
ST10 1.25 89 28 9 7.1 1SO 1.5 135 45 20 16
1 89 28 9 7.1 3 138 48 20 16
ST12 1.75 95 29 11.2 9 ST27 2 138 48 20 16
1.5 95 29 11.2 9 1.5 138 48 20 16
$T14 2 102 31 12.5 10
1.5 102 31 12.5 10
ST16 2 112 36 14 11.2
1.5 112 36 14 11.2
"”MI%’:% BHED | omzm | DB |aem| ARa | 7u9 | IAM %W ws | 55 | 9 || BB | sm | BF | REE | 98F %8s ””;[;”,0*% BRER | omzm | PR |azm| AW 7AW TAM 0| ws | S5 | 9 |x@| BB | mw ) BUE | REE | 982 %8
SR | oot | EAPON | 49 | Hardened ieel | S Toolsieel| S5 | {2 | Quitle | copper | Brass | B35, | ronze ATIRA™| Ay 2, | NS | Letne SN coron el | ORGP &Y | Hordened teet | S | Toolstel| G2 | 57 | Q| copper | Brass | B, mronze AYTHR™) Al | MRS | g’
BEES N| C025% |C025%-045%| C045%~ | SCM | Rt | FRE| Sus | skp | sc | Fc | Fco | cu | Bs | Bsc | PB | AL | ALADC | MC znc BEES N C025%  |C025%-045%| C045%~ | SCM | TRt | 30| sus | skp | sc | Fc | FcD | cu | Bs | BsC | PB | AL | ALADC MC znc
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3]

Lk

BHEE£EA UNC/UNF HFEL#

For Non-Ferrous Metals UNC/UNF

Forming Taps —
a .-.|_.

L2545 [ Taps spec
® LEHEY Taps do not produce chips

= FITHERE K Shallow and unigue flute form provides strong structure

® @7, 5FLFA Materials with Formability

8 FEHIEMRERFHIMAINTI  Mainly aimed at processing materials with good extensibility

a4

B NIBLHEERRTE Precise uniformity of tapped thread limit

EBL£EH UNC/UNF 5fE45
For Non-Ferrous Metals UNC/UNF
Forming Taps

L2

1

LK

D)) - —

RELE
Surface treatment TIN

L4545 [ Taps spec
= EEHE Taps do not produce chips

TIEMEL

Material

PILIESS

NE

Tolorance

TR R

Cutting direction

= JifrisEE A Shallow and unigue flute form provides strong structure
® @7, EFLFEA Materials with Formability
8 FEHWEMRERFHMAIT  Mainly aimed at processing materials with good extensibility

&5
L 4

B NIRSUEERRRE Precise uniformity of tapped thread limit

TOOL IDENT:TCU312 TOOL IDENT:TCU312
D L L1 D1 K Standard D L L1 D1 K Standard
2-56 50 12.5 3.0 2.5 3/8-16 80 19 8.0 6.3
2-64 50 12.5 3.0 2.5 3/8-24 80 19 8.0 6.3
3-48 50 14.5 3.0 2.5 3/8-32 80 19 8.0 6.3
3-56 50 14.5 3.0 2.5 7/16-14 89 19 9.0 7.1
4-40 50 10 4.0 3.2 7/16-20 89 19 9.0 7.1
4-48 50 10 4.0 3.2 7/16-28 89 19 9.0 7.1
5-40 50 10 4.0 3.2 1/2-13 89 19 9.0 7.1
5-44 50 10 4.0 3.2 1/2-20 89 19 9.0 7.1
6-32 50 10 4.0 3.2 IS 1/2-28 89 19 9.0 7.1
6-40 50 10 4.0 3.2 9/16-12 95 20 11.2 9
8-32 57 13 5.0 4 9/16-18 95 20 11.2 9
8-36 57 13 5.0 4 9/16-24 95 20 11.2 9
10-24 64 16 5.5 4.5 5/8-11 102 20 12.5 10
10-32 64 16 5.5 4.5 5/8-18 102 20 12.5 10
12-24 67 19 6.0 45 5/8-24 102 20 12,5 10 1SO
12-28 67 19 6.0 4.5 3/4-10 112 23 14.0 11.2
12-32 67 19 6.0 4.5 3/4-16 112 23 14.0 11.2
1/4-20 67 19 6.3 5 3/4-20 112 23 14.0 11.2
1/4-28 67 19 6.3 5 7/8-9 118 23 16.0 12.5
1/4-32 67 19 6.3 5 150 7/8-14 118 23 16.0 12.5
5/16-18 70 19 6.3 5 1-8 135 28 20.0 16
5/16-24 70 19 6.3 5 1-12 135 28 20.0 16
5/16-32 70 19 6.3 5 11/8-7 138 31 20.0 16
11/8-12 138 31 20.0 16
11/4-7 151 34 22.4 18
11/4-12 151 34 22.4 18
"”ﬁ’oﬁt‘ BHED | omzm | DB |aem| ARa | 7u9 | IAM %W ws | 55 | 9 || BB | sm | BF | REE | 98F %8s ””W‘% BRER | omzm | PR |azm| AW 7AW | TAM 0| ws | S5 | 9 |xm| BB | mw ) BUE | REE | 982 %8
SRS | ool | ERCEPON B9 | HardenediSteel | SBESS | oolsteel| S35 | Gt | Dutle | copper| Brass | B, | Bonze AT Joriiett, | Mognedny | A0ty SR | casoh et | MEREIPON | B9y | ardened seet | S Toolsteel| S5 | 221 | Quetle | copper | rass | B35%, | ronze AYTIA™| iy 2ot NS | ek
BEES N| C025% |C025%-045%| C045%~ | ScM | e | 3oRE| sus | skp | sc | Fc | Fcp | cu | Bs | BsC | PB | AL | ALADC MC 7bC BEES N C025%  |C025%-045%| C045%~ | ScM | TRt | 3| sus | skp | sc | Fc | FcD | cu | Bs | BsC | PB | AL | ALADC MC 7be
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RSN IR B 44 3

For Carhon Steel
Nut Taps
—ETRTETE

REAE

Surface treatment

TIEMEL
s v |

L2545 [ Taps spec
B HXFARENINI  For stainless steel

Lo nE
Standard JIs Tolorance

L1

D1

IR 1)

Cutting direction

8 TERTRESESINT, NBSMITHER , BUEONKE , MEFEEMKLUENESINT
These taps are used for producing nuts. The length of thread and long shank areused to
accumulate the nuts, thereby increasing efficiency.

TR S FR AR B 22 5

01

For Carhon Steel
Nut Taps 1
o _ I il
m———T e
Mt L e —

REAIE

Surface treatment

nE

Tolorance

IR 1)

Cutting direction

TIEME
s v |

L2545 [ Taps spec
B HXAREWNINTL  For stainless steel

e
StandTard

s TEATEGHNEBELONT, MNESHMIMEER, BEEOKE , WEBEEMKUENESNT

These taps are used for producing nuts. The length of thread and long shank areused to

accumulate the nuts, thereby increasing efficiency.

TOOL IDENT:TIM713 TOOL IDENT:TJM713
# | standard D P L L1 D1 TIEK Standard
M3 0.5 61 12.5 2.3 3 2 114 50 11.2 5
M3.5 0.6 61 15.5 2.3 3 M14 1.5 114 37.5 11.2 5
M4 0.7 62 17.5 3 3 1.25 114 313 11.2 5
0.5 62 12.5 3 3 M16 2 127 50 13.1 5
M5 0.8 67 20 3.8 3 1.5 127 37.5 13.1 5
0.5 67 12.5 3.8 3 M18 2.5 133 62.5 14 5
M6 1 73 25 4.6 3 2 133 50 14 5 s
0.75 73 19 4.6 3 2.5 133 62.5 16.5 5
M7 1 70 25 5.6 3 JIS M20 2 133 50 16.5 5
0.75 70 19 5.6 3 1.5 133 37.5 16.5 5
M8 1.25 7 31.3 6 5 M22 2.5 146 62.5 17.5 5
1 7 25 6 5 2 146 50 17.5 5
1.5 89 37.5 8 5 3 165 75 18.5 5
M10 1.25 89 313 8 5 M24 2 165 50 18.5 5
1 89 25 8 5 1.5 165 37.5 18.5 5
1.75 102 43.8 9.5 5
M12 15 102 37.5 9.5 5
1.25 102 31.3 9.5 5
””MI?J% BHED | omzm | DB |aem| ARa | 7u9 | IAM %W ws | 55 | 9 || BB | sm | BF | REE | 98F %8s ””;[;”,0*% BRER | omzm | PR |azm| AW 7AW | TAM 0| ws | S5 | 9 |xm| BB | mw ) BUE | REE | 982 %8
SR | oot | EAPON | 49 | Hardened ieel | S Toolsieel| S5 | {2 | Quitle | copper | Brass | B35, | ronze ATIRA™| Ay 2, | NS | Letne SN coron el | ORGP &Y | Hordened teet | S | Toolstel| G2 | 57 | Q| copper | Brass | B, mronze AYTHR™) Al | MRS | g’
BEES N| C025% |C025%-045%| C045%~ | ScM | e | 3oRE| sus | skp | sc | Fc | Fcp | cu | Bs | BsC | PB | AL | ALADC MC znc BEES N C025%  |C025%-045%| C045%~ | ScM | TRt | 3| sus | skp | sc | Fc | FcD | cu | Bs | BsC | PB | AL | ALADC MC znc
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AENMITRARGLHE
For Stainless Steels
Nut Taps

L1

D1

L2545 [ Taps spec
B HXFARENINI  For stainless steel

TIEMEL

Material

RELE

Surface treatment

NE

Tolorance

i
W] s

IR

Cutting direction

8 TERTRESESINT, NBSMITHER , BUEONKE , MEFEEMKLUENESINT
These taps are used for producing nuts. The length of thread and long shank areused to
accumulate the nuts, thereby increasing efficiency.

AEMN T ARG 5
For Stainless Steels
Nut Taps

L1

LS / Taps spec
8 HITARFEMI I For stainless steel

TIEMEL

Material

nNE

Tolorance

RELE

Surface treatment.

L3

Standard

Jis

HIHI75 18

Cutting direction

s TERTEGHNBLINT, NESHIMTHER  BEEDNKE , MEREMK LIS ELEINT
These taps are used for producing nuts. The length of thread and long shank areused to

accumulate the nuts, thereby increasing efficiency.

TOOL IDENT:TJM723 TOOL IDENT:TJM723
| Standard D P L L1 D1 TR Standard
M3 0.5 61 12.5 2.3 3 2 114 50 11.2 5
M3.5 0.6 61 155 2.3 3 M14 1.5 114 37.5 11.2 5
M4 0.7 62 17.5 3 3 1.25 114 31.3 11.2 5
0.5 62 12.5 3 3 2 127 50 13.1 5
s 08 67 20 3.8 3 Mie 15 127 375 13.1 5
0.5 67 12.5 3.8 3 M18 2.5 133 62.5 14 5
M6 1 73 25 4.6 3 2 133 50 14 5
0.75 73 19 4.6 3 2.5 133 62.5 16.5 5 JIS
M7 1 70 25 5.6 3 JIs M20 2 133 50 16.5 5
0.75 70 19 5.6 3 1.5 133 37.5 16.5 5
M8 1.25 7 31.3 6 5 M22 2.5 146 62.5 17.5 5
1 7 25 6 5 146 50 17.5 5
1.5 89 37.5 8 5 3 165 75 18.5 5
M10 1.25 89 31.3 8 5 M24 2 165 50 18.5 5
1 89 25 8 5 1.5 165 37.5 18.5 5
1.75 102 43.8 9.5 5
M12 1.5 102 37.5 9.5 5
1.25 102 31.3 9.5 9
"”MI%’:% BHED | omzm | DB |aem| ARa | 7u9 | IAM %W ws | 55 | 9 || BB | sm | BF | REE | 98F %8s ””;[;”,0*% BRER | omzm | PR |azm| AW 7AW | TAM 0| ws | S5 | 9 |xm| BB | mw ) BUE | REE | 982 %8
SN | o et | MBI G1Y | ardenedteel | B Toolsieet| §2 | (o | Dule | copper| Brass| B35, roree HTIA™| 7R, | NOPREG | 0EngY SEBNTSEe| caroon Seel | ERGPP"| G | Hordenedstee | SRS Toolseel| 625 | (251 | Qe | copper| Brss | B, | mrorve MHRIE™| Ayt | NEFERY | Cedng’
BRSO\ C025% | C025%-045%| C045%~ | ScM | Rt | | sus | skp | sc | Fc | FcD | cu | Bs | BSC | PB | AL | ALADC | MC znc BRSO\ C025% | C025%-045%| C045%~ | ScM | Rt | FRe| sus | skp | sc | Fc | FcD | cu | Bs | BsC | PB | AL | ALADC | MC znc
©) (@)
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General application-Spiral Flute Taps

— iR A B IR ST 4 o

General application-Spiral Pointed Taps

Parallel Pipe Thread Taps L Parallel Pipe Thread Taps L
L1 L2 5 | Lk 5 L1 L2 5 Lk | "
T o —" =
I [ — W
: T — BRI -
v . o ._ \ & s - \
¢ |I -J”W"‘ “.‘_'_7-:——'_'-__".__— J
LS / Taps spec
2258431 | Taps spec ®&Fl Forblindholes ® FEHEEKL No chip blockage condition
® 57 Forblind holes 8 FRIFITIEIYE Good cutting action ® FITIRGRE A Shallow and unigue flute form provides strong structure
B 2 EEFLMERTE  Chips flow out against tappingdirection (ejected from holes) ® {J4)4AEEF] Good cutting action ® ZEANT High speed tapping
8 B 2ELEMKME  Materials where chips come outcontinuously in coil shape ® )8 2ELSHIRAIMEL Materials where chips come outcontinuously in coil shape
TOOL IDENT:TGG112 TOOL IDENT:TGG212
D L L1 D1 K Standard D L L1 D1 K Standard
G1/16 70 12 6.3 5 G1/16 70 19 6.3 5
G1/8 80 13 8 6.3 G1/8 80 23 8 6.3
G1/4 95 18 11.2 9 G1/4 95 29 11.2 9
G3/8 112 21 14 11.2 G3/8 112 36 14 11.2
G1/2 118 25 16 12.5 I1SO G1/2 118 38 16 12.5 I1ISO
G5/8 130 25 18 14 G5/8 130 45 18 14
G3/4 135 28 20 16 G3/4 135 45 20 16
G7/8 138 31 20 16 G7/8 138 48 20 16
Gl 151 34 22.4 18 Gl 151 51 22.4 18
"”MI%’:% ke R | B2 laem| wEm | Fu@| TAG (w0 s | 55 | W =6 28 W ngg?- gers | R || B ””;[;”,0*% B FHER | BE leewm| wmmm EA| TS | 59| 5% g§ M =@ B mm| IS fof | 202\ uas
SR | cambonbel || G | Hardened teet | SBRES | Toolseel| G2 | (37 | Qe coper| s | B, morwe MR JERAAT, | NSRS | Citing’ SEBNTSEe| caroon Seel | ERGPP"| G | Hordenedstee | SRS Toolseel| 625 | (251 | Qe | copper| Brss | B, | mrorve MHRIE™| Ayt | NEFERY | Cedng’
BEES N| C025% |C025%-045%| C045%~ | ScM | Rt | SRE| sus | skp | sc | Fc | Fcp | cu | Bs | BsC | PB | AL | ALADC MC znc BEES N C025%  |C025%-045%| C045%~ | ScM | TRt | 3| sus | skp | sc | Fc | FcD | cu | Bs | BsC | PB | AL | ALADC MC Zbc
@ @ @ @ O 10|00 0O @) @ @ @ OO0 0100
52
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— A BEROBTEL#
General application-Fluteless Taps
Parallel Pipe Thread Taps

L2

D1

o
A
—_—
nmw@ KELIE a s nE
Material Surface treatment Cutting angle Tolorance

L2545 [ Taps spec
® EEHE Taps do not produce chips

TIHIA A

Cutting direction

® JiiTiRsEE A Shallow and unigue flute form provides strong structure

® @7, 5FF#A Materials with Formability

=-¢

B NBSGHEERTE Precise uniformity of tapped thread limit

8 FEHIERERIFHMAINTI  Mainly aimed at processing materials with good extensibility

— iR EROEE 25
General application-Straight Fluted Taps
Parallel Pipe Thread Taps

VYRR YRR Y
Tanabat.

PRI

2.5~
cutting angle i

NE

Tolorance

namw@ =@ m
Material Surface treatment

L4543 [ Taps spec
® 7)EB5EE AR Strong cutting edges

L

[=1]

HIEI75 1A

Cutting direction

I L1
ﬁli
—

B JHI#KEEERS Shallow and unigue flute form provides strong structure
B JHIZ2MARIREIMEL  Materials where chips come out inpowder form
8 ERTEFLAMEFL For both through & mp; blind holes

2

TOOL IDENT:TGG312 TOOL IDENT:TGG412
D | L \ L1 \ D1 \ K | Standard K Standard
G1/16 70 12 6.3 5 G1/16 55 18 8 6
G1/8 80 13 8 6.3 G1/8 55 19 8 6
G1/4 95 18 11.2 9 G1/4 62 28 11 9
G3/8 112 23 14 11.2 G3/8 65 28 14 11
G1/2 118 25 16 12.5 ISO Gl1/2 80 35 18 14 JIS
G5/8 130 25 18 14 G5/8 82 35 19 15
G3/4 135 28 20 16 G3/4 85 35 23 17
G7/8 138 31 20 16 G7/8 90 40 24 19
Gl 151 34 22.4 18 Gl 95 45 26 21
"”MI%’:% BHED | omzm | DB |aem| ARa | 7u9 | IAM %W ws | 55 | 9 || BB | sm | BF | REE | 98F %8s ””;[;”,0*% BRER | omzm | PR |azm| AW 7AW | TAM 0| ws | S5 | 9 |xm| BB | mw ) BUE | REE | 982 %8
SN | o et | MBI G1Y | ardenedteel | B Toolsieet| §2 | (o | Dule | copper| Brass| B35, roree HTIA™| 7R, | NOPREG | 0EngY SEBNTSEe| caroon Seel | ERGPP"| G | Hordenedstee | SRS Toolseel| 625 | (251 | Qe | copper| Brss | B, | mrorve MHRIE™| Ayt | NEFERY | Cedng’
BRSO\ C025% | C025%-045%| C045%~ | ScM | Rt | | sus | skp | sc | Fc | FcD | cu | Bs | BSC | PB | AL | ALADC | MC znc BRSO\ C025% | C025%-045%| C045%~ | ScM | Rt | FRe| sus | skp | sc | Fc | FcD | cu | Bs | BsC | PB | AL | ALADC | MC znc
@) @) o 10 ©) @) 01010 @) @) ©) @) @) @) @) CHECHICAECREC)
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— A BRI EELHE —fi& A NPT B4
General application-Straight Fluted Taps General application-Straight Fluted Taps
Parallel Pipe Thread Taps : L Parallel Pipe Thread Taps

L

L

I 1
fili
I

T
&,

2

AARAERER RV Y
PN \

TIEHE RELE a e s RS nE IS TIEE RELE a frk t)]‘é;’U%&t% N IS
Material Surface treatment Standard Cutting angle Yl Tolorance Cutting direction Material Surface treatment Standard Cutting angle Y3l Tolorance Cutting direction

L5451 | Taps spec L4 [ Taps spec
® 7)EB5EE K Strong cutting edges m 7]EB5EEAR  Strong cutting edges
= JIHI#EKEEERS Shallow and unigue flute form provides strong structure ® JIH#ERKEEERS Shallow and unigue flute form provides strong structure
® HIEMARIREIMEL Materials where chips come out inpowder form ® JHIEMARIREIMEL Materials where chips come out inpowder form
® EATIEFLAEFL  For both through & mp; blind holes ® EATIEFLAETL  For both through & mp; blind holes
TOOL IDENT:TJR412 TOOL IDENT:TJN412
) L L1 D1 K Standard D L L1 D1 K Standard
RC1/16 55 18 8 6 NPT1/16-27 55 18 8 6
RC1/8 55 19 8 6 NPT1/8-27 55 19 8 6
RC1/4 62 28 11 9 NPT1/4-18 62 28 11 9
RC3/8 65 28 14 11 NPT3/8-18 65 28 14 11 JIS
RC1/2 80 35 18 14 JIS NPT1/2-14 80 35 18 14
RC5/8 82 35 19 15 NPT3/4-14 85 35 23 17
RC3/4 85 35 23 17 NPT1-11.5 95 45 26 21
RC7/8 90 40 24 19
RC1 95 45 26 21
"”MI%’:% BHED | omzm | DB |aem| ARa | 7u9 | IAM %W ws | 55 | 9 || BB | sm | BF | REE | 98F %8s ””;[;”,0*% BRER | omzm | PR |azm| AW 7AW | TAM 0| ws | S5 | 9 |xm| BB | mw ) BUE | REE | 982 %8
SR | oot | EAPON | 49 | Hardened ieel | S Toolsieel| S5 | {2 | Quitle | copper | Brass | B35, | ronze ATIRA™| Ay 2, | NS | Letne SN coron el | ORGP &Y | Hordened teet | S | Toolstel| G2 | 57 | Q| copper | Brass | B, mronze AYTHR™) Al | MRS | g’
BEES N| C025% |C025%-045%| C045%~ | ScM | Rt | SRE| sus | skp | sc | Fc | Fcp | cu | Bs | BsC | PB | AL | ALADC MC znc BEES N C025%  |C025%-045%| C045%~ | ScM | TRt | 3| sus | skp | sc | Fc | FcD | cu | Bs | BsC | PB | AL | ALADC MC Zbc
@) @) @) @) OO0 1010 10 O @) @) @) O 10101010
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—i% A NPT SRiEL 5
General application-Spiral Flute Taps
Parallel Pipe Thread Taps L

TIRHE iﬁ&ﬁia PN .- T BT YR
Material Surface treatment Cutting angle Tolorance Cutting direction Chamfer
L5845 / Taps spec

® 57 Forblind holes
8 R4 EEILHIR T
8 {8 2ELE IR

8 5REFHITIEIME Good cutting action
Chips flow out against tappingdirection (ejected from holes)
Materials where chips come outcontinuously in coil shape

— A NPT B EL 5
General application-Fluteless Taps
Parallel Pipe Thread Taps

TIEME

Material

IR

Cutting direction

RELE

ﬁ:)& tDHU%&&@ ng
Standard Cutting angle Tolorance

LL5E4FME [ Taps spec

® TEHE Tapsdo not produce chips @ RIRSHEEFRE Precise uniformity of tapped thread limit
® JiiTiRaEE A Shallow and unigue flute form provides strong structure

® @7, 5FLFEA Materials with Formability

8 FEHIPERERFHMAEINTI Mainly aimed at processing materials with good extensibility

TOOL IDENT:TGN112 TOOL IDENT:TGN312
D L L1 D1 K Standard D L L1 D1 K Standard
NPT1/16-27 80 23 8 6.3 NPT1/16-27 80 23 8 6.3
NPT1/8-27 89 28 g 7.1 NPT1/8-27 89 28 9 7.1
NPT1/4-18 95 29 11.2 9 NPT1/4-18 95 29 11.2 9
NPT3/8-18 112 36 14 11.2 ISO NPT3/8-18 112 36 14 11.2 I1ISO
NPT1/2-14 118 38 16 12.5 NPT1/2-14 118 38 16 12.5
NPT3/4-14 135 45 20 16 NPT3/4-14 135 45 20 16
NPT1-11.5 151 51 22.4 18 NPT1-11.5 151 51 22.4 18
"”MI%’:% BHED | omzm | DB |aem| ARa | 7u9 | IAM %W ws | 55 | 9 || BB | sm | BF | REE | 98F %8s ””;[;”,0*% BRER | omzm | PR |azm| AR® | 7A9 | TAM w0 ws | SE | 9 |xm| B s BF | REE | 98F %8
SR | oot | EAPON | 49 | Hardened ieel | S Toolsieel| S5 | {2 | Quitle | copper | Brass | B35, | ronze ATIRA™| Ay 2, | NS | Letne SN0 | coreon el | ORGP &Y | Hordened teet | S | Toolstel| G2 | 57 | Q| copper | Brass | B, mronze AYTHR™) Al | MRS | g’
BEES N| C025% |C025%-045%| C045%~ | SCM | Rt | FRE| Sus | skp | sc | Fc | Fco | cu | Bs | Bsc | PB | AL | ALADC | MC znc BEES N C025% |C025%~045%| C045%~ | ScM | TRt | 33| sus | skp | sc | Fc | FcD | cu | Bs | BsC | PB | AL | ALADC MC znc
O O O O OO |00 O O O O |O ©) O O1010 O O O
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AN BLE
With Internal Chip Collector

TIAHE f@wa tnﬁlﬁﬁt’t@ N B
Material Surface treatment Cutting angle Tolorance Cutting direction

LS5 | Taps spec
® HHRFSEAEE  Provided wiht ahollow face
B EEINTEFAMBFLIRE For blind hole and through hole threads

AB B L
With Internal Chip Collector

i

v B
HQMH@ RELE a MK NE )
Material Surface treatment Cutting angle s Tolorance Cutting direction

22545 [ Taps spec
® HARFWAEE  Provided wiht ahollow face
8 EEIMTEFLAEFLIRE For blind hole and through hole threads

) L L1 L2 D1 D2 K Standard ) L L1 L2 D1 D2 K Standard
M20*1.5 125 25 25 16 15 12 M56*4 250 60 60 40 39 32
M22*1.5 125 25 25 18 17 14.5 M60*4 280 60 60 45 44 35
M24*1.5 140 27 27 18 17 14.5 M64*3 275 55 55 50 49 39
M24*2 140 27 27 18 17 14.5 M64*4 315 65 65 50 49 39
M27*1.5 140 28 28 20 19 16 M68*4 315 65 65 50 49 39
M27*2 140 28 28 20 19 16 M70*3 275 55 55 50 49 39
M30*1.5 150 28 28 22 21 18 M70*4 340 65 65 50 49 39
M33*1.5 160 30 30 25 24 20 M72*3 275 55 55 50 49 39 DIN
M33*2 160 30 30 25 24 20 M72*4 340 65 65 50 49 39
M36*1.5 170 30 30 28 27 22 M72*6 340 80 80 50 49 39
M36*2 170 30 30 28 27 22 M76*3 275 55 55 50 49 39
M36*3 200 42 42 28 27 22 DIN M76*4 340 65 65 50 49 39
M38*1.5 170 30 30 28 27 22 M76*6 340 80 80 50 49 39
M39*3 200 42 42 32 31 24 M80*4 360 65 65 50 49 39
M40*2 170 30 30 32 31 24 M80*6 360 80 80 50 49 39
M4271.5 i/ U 2L 2 S 2 T 2B IMI S R R LRI NP A G ST REL, N THROESREREEEEFMER
M42*2 170 30 30 32 31 24 THE. TEINIEFLIBLET BB aW ST LR =T DR, RELENZFERDEEIER. DBUARNREE
M42*3 200 45 45 32 31 24 TR FMZSURFLARE L | REETRMTESFLAEHDBBNER T , 7 o] LUERDE .
M4573 200 45 45 36 35 29 The special crown-shaped front portion of this toolprovides excellent accuracy even in the first stageof the cutting
M48*1.5 190 32 32 36 35 29 process.Extra clean and accurate threads can be cut in thisway, The swarf s collected in the hollow face of thetap
M48*2 190 32 32 36 35 29 (internal chip collector) when cutting blind holethreads.
T 7 T et v e atont et s e et oty et
utalso the walls o e nole wi asteVIl lubri | | | Inv | ni | |
M52°3 225 0 20 40 39 32 completely filled with oll. ’ ’ ’ ¢
M56*3 225 50 50 40 39 32
"”MI%’:% BHED | omzm | DB |aem| ARa | 7u9 | IAM %W ws | 55 | 9 || BB | sm | BF | REE | 98F %8s ””;[;”,0*% BRER | omzm | PR azm| AW | 7A9| TAA @@ | we | S5 | 8 \wmm| BE | mw | B0 | REE s
SRS | ool | ERCEPON B9 | HardenediSteel | SBESS | oolsteel| S35 | Gt | Dutle | copper| Brass | B, | Bonze AT Joriiett, | Mognedny | A0ty SR | cabon el | P GY | Hardened siee | SRS Toolstee | §3 | 2 | e | copper| Brass | B, | Bronze MATIA™) Ay, | ABSRS | 0ENYY
BEES N| C025% |C025%-045%| C045%~ | SCM | Rt | FRE| Sus | skp | sc | Fc | Fco | cu | Bs | Bsc | PB | AL | ALADC | MC znc BEES N C025%  |C025%-045%| C045%~ | ScM | TRt | 3| sus | skp | sc | Fc | FcD | cu | Bs | BsC | PB | AL | ALADC znc
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BRI B F E RS DEIIRTE (VIRILER)

Cobalt Material Series Grinding M-SFT,POT
Straight Shank Drill
B{I: mm
o e - . S - =] = = =3
NS N S — ) BHRT RERILE gégzg BARRE
M 1X0.25 0.75 0.73 0.77 0.78 0.8
® REAIE TINRE  Surface treatment :TIN coating 1?(10)('3.25 8:25 g:g 82? gjg: 8:34
® DIN338 #7# DIN338 standard 1.1X0.2 0.9 0.89 0.92 0.93 0.94
1.2X0.25 0.95 0.93 0.97 0.98 1

1.2X0.2 1 0.99 1.02 1.03 1.04
D1 L1 L2 b =L L2 o Ll L 1.4X03 11 1.08 112 1.14 1.16
1.0 34 12 5.1 86 52 9.2 125 81 1.4X0.2 12 1.19 1.22 1.23 1.24
1.1 36 14 5.2 86 52 9.3 125 81 1.6X0.35 1.25 1.23 1.28 13 132
1.2 38 16 53 86 52 9.4 125 81 1.6X0.2 1.4 1.39 1.42 1.43 1.44
13 38 16 5.4 93 57 9.5 125 81 i;igf’ 1-1315 - 1~3§ 1«24 ijé
L4 40 18 25 93 Ell 9.6 133 81 1.7X0.25 1:45 - i::‘w 1j48 1.5
15 40 18 5.6 93 57 9.7 133 87 T o - " e e
1.6 43 20 5.7 93 ST 9.8 133 87 1.8X0.35 1.45 1.43 1.48 15 1.52
1.7 43 20 5.8 93 57 9.9 133 87 1.8X0.2 16 1.59 1.62 1.63 1.64
18 46 22 5.9 93 57 10.0 133 87 2X0.4 1.6 157 1.63 1.65 167
1.9 46 22 6.0 93 57 10.1 133 87 2X0.25 175 173 L7 1.78 18
2.0 49 24 6.1 101 57 102 133 87 ;iig;g i;g 1;2 i;? igé ;'83
2.1 49 24 6.2 101 63 10.3 133 87 3x0.4 0 = 193 Los 197
2.2 53 27 6.3 101 63 10.4 133 87 2.3X0.35 1.95 _ 1.98 9 2.02
2.3 53 27 6.4 101 63 10.5 133 87 2.3X0.25 2.05 = 2.07 2.08 2.1
2.4 57 30 6.5 101 63 10.6 142 04 2.5X0.45 2.05 2.02 2.09 211 2.13
2.5 57 30 6.6 101 63 10.7 142 9% 2.5X0.35 2.15 2.13 2.18 2.2 2.22
26 57 30 6.7 101 63 108 142 94 igig;‘: 5;? - ;;Z ;iz ;;3
2.7 61 33 6.8 109 63 10.9 142 94 306 S 5 T a7 ol
2.8 61 33 6.9 109 69 11.0 142 94 0.5 s YT 252 257 5.59
2.9 61 33 7.0 109 69 11.1 142 94 3X0.35 2.65 2.63 2.68 2.7 2.72
3.0 61 33 7.1 109 69 11.2 142 94 3.5X0.6 2.9 2.85 2.95 2.97 3.01
3.1 65 36 7.2 109 69 113 142 9% 3.5X0.5 3 2.96 3.04 3.07 3.09
3.2 65 36 73 109 69 114 142 94 jfg‘g?f’ ;;g 213 i;s 353 ;i?
3.3 65 36 7.4 109 69 115 142 94 07 33 255 S 38 5
3.4 70 39 75 109 69 11.6 142 94 i 3 Ve EE o EED
35 70 EY 7.6 117 69 1.7 142 %4 4.5X0.75 3.75 3.69 3.8 3.83 3.87
3.6 70 39 7.7 117 75 11.8 142 94 4.5X0.5 4 3.96 4.04 4.07 4.09
3.7 70 39 7.8 117 75 11.9 151 101 5X0.9 4.1 - 4.15 4.19 4.23
3.8 75 43 7.9 117 75 11.0 151 101 gig?s 1'35 2-1‘9‘ j~§5 ﬁz 1-;’3
3.9 75 43 8.0 117 75 12.1 151 101 05 5 VT T e 159
4.0 75 43 8.1 117 75 12.2 151 101 5 5X00 16 — 165 .69 173
4.1 75 43 8.2 117 75 12.3 151 101 5.5X0.75 4.75 - 48 4.83 4.87
4.2 75 43 8.3 117 75 12.4 151 101 5.5X0.5 5 4.96 5.04 5.07 5.09
43 80 47 8.4 117 75 12.5 151 101 6X1 S 4.92 5.06 5.1 5.15
4.4 30 47 8.5 117 75 126 151 101 gigf 255 5.19 ??4 23? 2;;
45 80 47 8.6 125 81 12.7 151 101 o - =55 T - lc
46 80 47 8.7 125 81 12.8 151 101 T B e e oE o
4.7 80 47 8.8 125 81 12.9 151 101 7X0.5 6.5 _ 6.54 6.57 6.59
438 86 52 8.9 125 81 13.0 151 101 8X1.25 6.75 6.65 6.81 6.85 6.91

4.9 86 52 9.0 125 81 13,5 160 108

5.0 86 52 9.1 125 81 14.0 160 108




63

REIREE (VIRUZEMA)

M-SFT POT
B mm
i o BVEILE KEILE

it L BAEEER 4H 5HMA 6H /B
8X1 7 6.92 7.06 7.1 7.15

8X0.75 7.25 7.19 7.3 7.33 7.37

8X0.5 7.5 - 7.54 7.57 7.59

9X1.25 7.75 7.65 7.81 7.85 7.91

9X1 8 7.92 8.06 8.1 8.15

9X0.75 8.25 8.19 8.3 8.33 8.37

9X0.5 8.5 - 8.54 8.57 8.59

10X1.5 8.5 8.38 8.52 8.61 8.67

10X1.25 8.75 8.65 8.81 8.85 891

10X1 9 8.92 9.06 9.1 9.15

10X0.75 9.25 9.19 9.3 9.33 9.37

10X0.5 9.5 - 9.54 9.57 9.59

11X1.5 9.5 9.38 9.52 9.61 9.67

11X1.25 9.75 9.65 9.81 9.85 9.91

11X1 10 9.92 10.06 10.1 10.15
11X0.75 10.25 10.19 10.3 10.33 10.37
11X0.5 10.5 - 10.54 10.57 10.59
12X1.75 10.25 10.11 10.31 10.37 10.44
12X1.5 10.5 10.38 10.56 10.61 10.67
12X1.25 10.75 10.65 10.81 10.85 10.91
12X1 11 10.92 11.06 11.1 11.15
12X0.75 11.25 -- 11.3 11.33 11.37
12X0.5 11.5 - 11.54 11.57 11.59
13X1.75 11.25 -- 11.31 11.37 11.44
13X1.5 11.5 - 11.56 11.61 11.67
13X1.25 11.75 -- 11.81 11.85 11.91
13X1 12 - 12.06 12.1 12.15
13X0.75 12.3 -- 12.3 12.33 12.37
13X0.5 12.5 - 12.54 12.57 12.59
14X2 12 11.84 12.07 12.13 12.21
14X1.5 12.5 12.38 12.56 12.61 12.67
14X1.25 12.75 12.65 = - 12.91
14X1 13 12.92 13.06 13.1 13.15
14X0.75 13.3 -- 13.3 13.33 13.37
14X0.5 13.5 - 13.54 13.57 13.59
15X2 13 -- 13.07 13.13 13.21
15X1.5 13.5 134 13.56 13.61 13.67
15X1.25 13.8 13.7 13.81 13.85 13.91
15X1 14 13.95 14.06 14.1 14.15
15X0.75 14.3 -- 14.3 14.33 14.37
15X0.5 14.5 - 14.54 14.57 14.59
16X2 14 13.9 14.07 14.13 14.21
16X1.5 14.5 144 14.56 14.61 14.67
16X1.25 14.75 14.65 14.81 14.85 14.91
16X1 15 14.95 15.06 15.1 15.15
16X0.75 15.25 15.19 15.3 15.33 15.37
16X0.5 15.5 15.46 15.54 15.57 15.59
17X2 15 -- 15.07 15.13 15.21
17X1.5 15.5 15.4 15.56 15.61 15.67
17X1.25 15.8 -- 15.81 15.85 15.91
17X1 16 15.95 16.06 16.1 16.15
17X0.75 16.3 -- 16.3 16.33 16.37

REERE (TIRUZER)

M-SFT,POT
BfI: mm
_ = RNEFLE = PN R
B R HEFRALER SREER
17X0.5 16.5 - 16.54 16.57 16.59
18X2.5 15.5 15.3 15.57 15.64 15.74
18X2 16 15.9 16.07 16.13 16.21
18X1.5 16.5 16.4 16.56 16.61 16.67
18X1.25 16.75 16.65 16.81 16.85 16.91
18X1 17 16.95 17.06 17.1 17.15
18X0.75 17.25 17.19 17.3 17.33 17.37
18X0.5 17.5 17.46 17.54 17.57 17.59
19X2.5 16.5 - 16.57 16.64 16.74
19X2 17 == 17.07 17.13 17.21
19X1.5 17.5 - 17.56 17.61 17.67
19X1.25 17.8 == 17.81 17.85 17.91
19X1 18 - 18.06 18.1 18.15
19X0.75 18.3 = 18.3 18.33 18.37
19X0.5 18.5 - 18.54 18.57 18.59
20X2.5 17.5 17.3 17.57 17.64 17.74
20X2 18 17.9 18.07 18.13 18.21
20X1.5 18.5 18.4 18.56 18.61 18.67
20X1.25 18.75 18.65 18.81 18.85 18.91
20X1 19 18.95 19.06 19.1 19.15
20X0.5 19.5 19.46 19.54 19.57 19.59
21X2.5 18.5 - 18.57 18.64 18.74
21X1.5 19.5 - 19.56 19.61 19.67
21X1 20 - 20.06 20.1 20.15
22X2.5 19.5 19.3 19.57 19.64 19.74
22X2 20 19.9 20.07 20.13 20.21
22X1.5 20.5 20.4 20.56 20.61 20.67
22X1 21 20.95 21.06 21.1 21.15
22X0.5 21.5 21.46 21.54 21.57 21.59
23X2.5 20.5 - 20.57 20.64 20.74
23X2 21 - 21.07 21.13 21.21
23X1.5 21.5 - 21.56 21.61 21.67
23X1 22 - 22.06 22.1 22.15
24X3 21 20.8 21.06 21.15 21.15
24X2.5 21.5 21.29 21.57 21.64 21.74
24X2 22 21.9 22.07 22.13 22.21
24X1.5 22.5 22.4 22.56 22.61 22.67
24X1.25 22.75 22.65 22.81 22.85 2291
24X1 23 22.95 23.06 23.1 23.15
25X3 22 - 22.06 22.15 22.25
25X2 23 22.9 23.07 23.13 23.21
25X1.5 23.5 23.4 23.56 23.61 23.67
25X1 24 23.95 24.06 24.1 24.15
26X3 23 - 23.06 23.15 23.25
26X2 24 - 24.07 24.13 24.21
26X1.5 24.5 24.4 24.56 24.61 24.67
26X1 25 24.95 25.06 25.1 25.15
27X3 24 23.8 24.06 24.15 24.25
27X2.5 24.5 - 24.57 24.64 24.74
27X2 25 24.9 25.07 25.13 25.21
27X1.5 25.5 25.4 25.56 25.61 25.67
27X1 26 25.95 26.06 26.1 26.15
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REIREE (VIRUZEMA)

M-SFT POT
B{I: mm
BVEILE
BERILE
= BAEEER

28X3 25 - 25.06 25.15 25.25
28X2 26 25.9 26.07 26.13 26.21
28X1.5 26.5 26.4 26.56 26.61 26.67
28X1 27 26.95 27.06 27.1 27.15
30X3.5 26.5 26.3 26.56 26.66 26.77
30X3 27 26.8 27.06 27.15 27.25
30X2 28 27.9 28.07 28.13 28.21
30X1.5 28.5 28.4 28.56 28.61 28.67
30X1 29 28.95 29.06 29.1 29.15
32X3 29 - 29.06 29.15 29.25
32X2 30 29.9 30.07 30.13 30.21
32X1.5 30.5 30.4 30.56 30.61 30.67
32X1 31 30.95 31.06 31.1 -

33X3.5 29.5 29.3 29.56 29.66 29.77
33X3 30 29.8 30.06 30.15 30.25
33X2 31 30.9 31.07 31.13 31.21
33X1.5 31.5 314 31.56 31.61 31.67
33X1 32 - 32.06 32.1 32.15
34X3 31 -- 31.06 31.15 31.25
34X2 32 - 32.07 32.13 32.21
34X1.5 32.5 -- 32.56 32.61 32.67
34X1 33 - 33.06 33.1 33.15
35X3 32 -- 32.06 32.15 32.25
35X2 33 - 33.07 33.13 33.2

35X1.5 33.5 334 33.56 33.61 33.67
35X1 34 - 34.06 34.1 34.15
36X4 32 31.7 32.04 32.14 32.27
36X3 33 32.8 33.06 33.15 33.25
36X2 34 33.9 34.07 34.13 34.21
36X1.5 34.5 34.4 34.56 34.61 34.67
36X1 35 -- 35.06 35.1 35.15
37X1.5 35.5 - 35.56 35.61 35.67
37X1 36 -- 36.06 36.1 36.15
38X4 34 - 34.04 34.14 34.27
38X3 35 -- 35.06 35.15 35.25
38X2 36 - 36.07 36.13 36.21
38X1.5 36.5 36.4 36.56 36.61 36.67
38X1 37 36.95 37.06 37.1 37.15
39X4 35 347 35.04 35.14 35.27
39X3 36 35.8 36.06 36.15 36.25
39X2 37 36.9 37.07 37.13 37.21
39X1.5 37.5 37.4 37.56 37.61 37.67
39X1 38 -- 38.06 38.1 38.15
40X4 36 - 36.04 36.14 36.27
40X3 37 36.8 37.06 37.15 37.25
40X2 38 37.9 38.07 38.13 38.21
40X1.5 38.5 38.4 38.56 38.61 38.67
40X1 39 - 39.06 39.1 39.15
42X4.5 37.5 37.2 37.55 37.65 37.79
42X4 38 37.7 38.04 38.14 38.27
42X3 39 38.8 39.06 39.15 39.25
42X2 40 39.9 40.07 40.13 40.21

REERE (TIRUZER)

M-SFT,POT
BfI: mm
_ = RNEFLE = PN R

B R HEFRALER SREER

42X1.5 40.5 40.4 40.56 40.61 40.67
42X1 41 40.95 41.06 41.1 41.15
45%X4.5 405 402 40.55 40.65 40.79
45%4 41 40.7 41.04 41.14 4107
45%3 42 418 42.06 42.15 42.25
452 43 42.9 43.07 43.13 4321
45X1.5 43.5 43.4 43.56 43.61 43.67
45X1 44 = 44.06 441 44.15
46X1.5 44.5 - 44.56 44.61 44.67
48%5 43 426 43.03 43.14 43.29
48X4 44 43.7 44.04 44.14 4427
48X3 45 44.8 45.06 45.15 45.25
48X2 46 45.9 46.07 46.13 46.21
48X1.5 46.5 46.4 46.56 46.61 46.67
48X1 47 - 47.06 A47.1 47.15
50X5 45 -- 45.03 45.14 45.29
50X4 46 45.7 46 46.1 46.2
50X3 47 46.8 47.06 47.15 47.25
50X2 48 47.9 48.07 48.13 48.21
50X1.5 48.5 48.4 48.56 48.61 48.67
50X1 49 - 49.1 49.1 49.15
52X5 47 46.6 47 47.1 47.2
52X4 48 47.7 48 48.1 48.2
52X3 49 48.8 49 49.1 49.2
52X2 50 49.9 50 50.1 50.2
52X1.5 50.5 50.4 50.5 50.6 50.6
55X4 51 50.7 51 51.1 51.2
55X3 52 51.8 52 52.1 52.2
55X2 53 52.9 53 53.1 53.2
55X1.5 53.5 53.4 53.5 53.6 53.6
56X5.5 50.5 50.1 50.5 50.6 50.7
56X4 52 51.7 52 52.1 52.2
56X3 53 52.8 53 53.1 53.2
56X2 54 53.9 54 54.1 54.2
56X1.5 54.5 54.4 54.5 54.6 54.6
58X4 54 53.7 54 54.1 54.2
58X3 55 54.8 55 55.1 55.2
58X2 56 55.9 56 56.1 56.2
58X1.5 56.5 56.4 56.5 56.6 56.6
60X5.5 54.5 54.1 54.5 54.6 54.7
60X4 56 55.7 56 56.1 56.2
60X3 57 56.8 57 57.1 57.2
60X2 58 57.9 58 58.1 58.2
60X1.5 58.5 58.4 58.5 58.6 58.6
62X4 58 57.7 58 58.1 58.2
62X3 59 58.8 59 59.1 59.2
62X2 60 59.9 60 60.1 60.2
62X1.5 60.5 60.4 60.5 60.6 60.6
64X6 58 57.6 58 58.1 58.2
64X4 60 59.7 60 60.1 60.2
64X3 61 60.8 61 61.1 61.2
64X2 62 61.9 62 62.1 62.2
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REIREE (VIRUZEMA)

M-SFT POT
B mm
BaR o BINELE BARILE
- R BREEE 4H A 5H 6H F
64X1.5 62.5 62.4 62.5 62.6 62.6
65X4 61 60.7 61 61.1 61.2
65X3 62 61.8 62 62.1 62.2
65X2 63 62.9 63 63.1 63.2
65X1.5 63.5 63.4 63.5 63.6 63.6
68X6 62 61.6 62 62.1 62.2
68X4 64 63.7 64 64.1 64.2
68X3 65 64.8 65 65.1 65.2
68X2 66 65.9 66 66.1 66.2
68X1.5 66.5 66.4 66.5 66.6 66.6
T0X6 64 63.6 64 64.1 64.3
T0X4 66 65.7 66 66.1 66.2
T0X3 67 66.8 67 67.1 67.2
T0X2 68 67.9 68 68.1 68.2
72X6 66 65.6 66 66.1 66.3
12X4 68 67.7 68 68.1 68.2
72X3 69 68.8 69 69.1 69.2
12X2 70 69.9 70 70.1 70.2
75X4 71 70.7 71 71.1 71.2
T5X3 72 71.8 72 72.1 72.2
75X2 73 72.9 73 73.1 73.2
T6X2 74 73.9 74 74.1 74.2
80X6 74 73.6 74 74.1 74.3
80X4 76 75.7 76 76.1 76.2
80X3 77 76.8 17 77.1 77.2
80X2 78 77.9 78 78.1 78.2
85X6 79 78.6 79 79.1 79.3
85X4 81 80.7 81 81.1 81.2
85X3 82 81.8 82 82.1 82.2
85X2 83 82.9 83 83.1 83.2
90X6 84 83.6 84 84.1 84.3
90X4 86 85.7 86 86.1 86.2
90X2 88 87.9 88 88.1 88.2
95X6 89 88.6 89 89.1 89.3
95X4 91 90.7 91 91.1 91.2
95X2 93 92.9 93 93.1 93.2
100X6 94 93.6 94 94.1 94.3
100X4 96 95.7 96 96.1 96.2
100X2 98 97.9 98 98.1 98.2
i A Hi = 0.541266P

owp. |

— el
dan

di = d-0549519P

di = d=1.082532P

DEIREE (NRT £38)
M-NRT

B HEL5ER

BER

BfI: mm

=R~ BA (REE %)

R~ BA (REE %)

M1*0.25 0.875~0.889 (100 ~85) 0.901~0.920 (100~ 80) —

M1.1%0.25 0.975~ 0.989 1.001~ 1.020 —

M1.2*0.25 1.075~ 1.089 1.101~ 1.120 —

M1.4*0.3 1.245~1.262 1.270~ 1.294 1.270~1.291 (100 ~82)
M1.6*0.35 1.415~ 1.442 (100 ~ 80) 1.440~ 1.466 (100~ 81) 1.440~ 1.475 (100~ 75)
M1.6*0.2 — = 1.530~ 1.550 (100 ~ 75)
M1.7%0.35 — — —

M1.8*0.35 1.615~ 1.634 (100 ~ 86) 1.640~ 1.666 (100 ~81) 1.640~ 1.675 (100~ 75)
M2*0.4 1.785~ 1.806 1.810~ 1.840 1.810~1.849

M2*0.25 1.875~1.888 (100 ~87) 1.901~ 1.918 (99~ 82) —

M2.2*0.45 1.955~ 1.979 (100 ~ 86) 1.980~2.012 (100 ~82) 1.980~2.024 (100~ 75)
M2.3%0.4 — = —

M2.5*0.45 2.255~2.279 (100 ~ 86) 2.280~2.312 (100~ 82) 2.280~2.324 (100 ~75)
M2.6*0.45 = — —

M3*0.6 — — —

M3*0.5 2.737~2.764 (100 ~ 86) 2.762~2.798 (100 ~ 82) 2.762~2.812 (100~ 75)
M3.5*0.6 3.177~3.210 3.202~3.242 (100~ 83) 3.202~3.250 (100~ 80)
M4*0.75 — = —

M4*0.7 3.63~3.66 (100~88) 3.63~3.67 (100~ 85) 3.66~3.69 (100~ 85)
M4.5%0.75 410~4.13 410~4.14 4.13~4.18 (100~ 80)
M5*0.9 — — —

M5*0.8 4.57~4.60 (100~ 88) 457~4.61 (100~ 85) 4.60~4.65 (100~ 80)
M6*1 5.45~5.49 5.45 ~ 5.50 5.49 ~ 5.56

M7*1 6.45~6.49 (100 ~89) 6.45 ~ 6.50 6.49 ~ 6.56

M8*1.25 7.31~7.36 (100~ 90) 7.34~7.40 (100~ 87) 7.34~7.41 (100~ 85)
M8*1 7.45~7.48 (100~91) 7.45~7.50 (100 ~ 85) 7.49~7.56 (100 ~80)
M10*1.5 9.16~9.21 9.19~9.24 (100~ 90) 9.19~9.27 (100~ 85)
M10*1.25 9.31~9.36 (100~ 90) 9.34~9.40 (100~ 87) 9.34~9.41

M10*1 9.47 ~9.50 9.47~9.52 (100 ~ 85) 9.49~9.56 (100 ~80)
M12*1.75 11.01~11.07 (100~91) 11.05~11.11 (100~ 90) 11.05~11.15 (100~ 85)
M12*1.5 11.16~11.21 11.19~11.24 11.19~11.27
M12*1.25 11.31~11.36 (100~ 90) 11.34~11.40 (100~ 87) 11.34~11.41

M12*1 11.47~11.50 11.47 ~11.52 (100 ~ 85) 11.49~11.56 (100~ 80)
M14*2 12.88~12.93 (100~ 92) 12.93~13.00 (100~ 90) 12.93~13.04 (100 ~85)
M14*1.5 13.16~13.21 (100~91) 13.21~13.27 13.21~13.30

M16*2 14.88~14.93 (100~ 92) 14.88 ~ 14.95 14.93 ~ 15.04

M16*1.5 15.16~15.21 (100~91) 15.21~15.27 15.21~15.30

M18*2.5 16.57 ~16.64 (100 ~92) 16.64 ~ 16.73 16.64 ~16.78

M18*1.5 17.18~17.22 (100~91) 17.18~17.23 17.23~17.31

M20*2.5 18.57 ~18.64 (100~ 92) 18.64~18.73 18.64 ~18.78

M20*1.5 19.18~19.22 (100 ~91) 19.18~19.23 19.23~19.31

M22*2.5 — — 20.63~20.78 (100 ~ 85)
M22*1.5 — — 21.22~21.31

M24*3 — — 22.36~22.53

M24*1.5 — — 23.22~23.31

M27*3 — — 25.36~25.53

M30*3.5 — — 28.07 ~28.25

M33*3.5 — — 31.07~31.25

M36*4 — — 33.78 ~33.99

M42*4.5 — — 39.49~39.71

M45%4.5 — — 42.49~42.71

1 ERMERAZRNIMHETRMEN, RHESF 2 RARRBENIME - BE - PRRIFEESVRE, HE
3. RALEARLLREF FIAESS, BRBHERLE,

TEB .

4. RFLEZHR. R SBUSHSBNIESE, HEF.
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HRE ST IRSUH
ST-M(SFT,pOT)

8 AFET B

EfiI: mm

SEHIIREL
U-SFT,POT

® JH L5

HERILE

RINEFLE

2B &

B mm

RARILE

P24 =
BYRT IRRSNE e ERSAER
M2*0.4 2.520 2.1 2.17 2.1
M2.5*0.45 3.085 2.6 2.65 2.6
M2.6*0.45 3.185 2.7 2.75 2.7
M3%0.5 3.650 3.12 3.2 3.15
M4*0.7 4.909 4.17 4.3 4.2
M5%0.8 6.039 5.16 533 5.2
M6*1 7.300 6.25 6.42 6.3
M8*1.25 9.624 8.31 8.52 8.4
M10*1.5 11.948 10.37 10.62 10.5
M12*1.75 14.274 12.43 12.73 12.5
M14*2 16.598 14.49 14.83 14.5
M16*2 18.598 16.49 16.83 16.5
M18*2.5 21.248 18.58 19.04 19
M20*2.5 23.248 20.58 21.04 21
M22*2.5 25.248 22.58 23.04 23
M24*3 27.898 24.7 25.25 25
M27*3 30.898 27.65 28.05 27.8
M30*3.5 34.547 30.76 31.2 31
» ST #fr: mm

=3
sz e EMHAER
M10*1 11.300 10.25 10.42 10.3
M10*1.25 11.624 10.31 10.52 10.4
M12*1.25 13.624 12.31 12.52 12.5
M12*1.5 13.948 12.37 12.62 12.5
M14*1.5 15.948 14.37 14.62 14.5
M16*1.5 17.948 16.37 16.62 16.5
M18*1.5 19.948 18.37 18.62 18.5
M20*1.5 21.948 20.37 20.62 20.5
M20*2 22.598 20.47 20.83 20.5
M22*1.5 23.948 22.37 22.62 22.5
M24*1.5 25.948 24.37 24.62 24.5
M24*2 26.598 24.47 24.83 24.5
M27*1.5 28.948 27.33 27.56 27.4
M30*1.5 31.948 30.37 30.62 30.5

NO. 0-80UNF 1.25 1.19 1.3
1- 64UNC 1.5 1.43 1.57
1- T2UNF 1.55 1.48 1.61
2- 56UNC 1.79 1.7 1.87
2- 64UNF 1.84 1.76 1.91
3-48UNC 2.05 1.95 2.14
3- 56UNF 2.11 2.03 2.19
4- 40UNC 2.27 2.16 2.38
4-48UNC 2.37 2.28 2.45
5-40UNC 2.59 2.49 2.69
5- 44UNF 2.65 2.56 2.74
6- 32UNC 2.77 2.65 2.89
6- 40UNF 2.92 2.82 3.02
8-32UNC 3.42 3.31 3.53
8- 36UNF 3.51 3.41 3.6
10- 24UNC 3.81 3.69 B98
10- 32UNF 4.07 3.97 4.16
12- 24UNC 4.47 4.35 4.59
12- 28UNF 4.61 4.5 4.72
1/4- 20UNC 5.12 4.98 525
1/4- 28UNF 5.47 5.36 5.58
1/4- 32UNEF 5.59 5.49 5.68
5/16- 18UNC 6.57 6.41 6.73
5/16- 24UNF 6.91 6.79 7.03
5/16- 32UNEF 7.18 7.09 7.26
3/8- 16UNC 7.98 7.8 8.15
3/8-20UN 8.3 8.16 8.43
3/8- 24UNF 8.51 8.39 8.63
3/8- 32UNEF 8.77 8.67 8.86
7/16- 14UNC 9.35 9.15 9.55
7/16- 20UNF 9.88 9.73 10.03
1/2- 13UNC 10.81 10.6 11.02
1/2- 20UNF 11.47 11.33 11.6
9/16- 12UNC 12.2 12 12.4
9/16- 18UNF 12.9 12.8 13
5/8-11UNC 13.6 13.4 13.8
5/8- 18UNF 14.5 14.4 14.6
5/8- 24UNEF 14.9 14.8 14.9
3/4- 10UNC 16.6 16.4 16.8
3/4- 16UNF 17.5 17.4 17.6
3/4- 20UNEF 17.8 17.7 17.9
7/8-9UNC 19.5 19.2 19.7
7/8- 14UNF 20.5 20.3 20.6
7/8- 20UNEF 21 20.9 21.1
1- 8UNC 22.3 22 22.6
1- 12UNF 23.4 23.2 285
1- 14UNS 23.7 23.5 23.8
11/16- 12UN 24.9 24.7 25.1
11/8- TUNC 25 24.7 25.3
11/8-8UN 25.5 25.2 25.7
11/8- 12UNF 26.5 26.3 26.7
11/4- TUNC 28.2 27.9 28.5
11/4-8UN 28.7 28.4 28.9
11/4- 12UNF 29.7 29.5 29.9
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SRR
U-SFTPOT

W ]H 22 5

BER

HEERILE

=R/NEFLEE

15/16- 12UN 31.3 31.1 314
13/8-6UNC 30.8 30.4 311
13/8-8UN 31.8 315 32.1
13/8- 12UNF 32.9 32.7 BS
11/2-6UNC 33.9 33.6 34.2
11/2-8UN 55 34.7 5.3
11/2-12UNF 36.1 35.9 36.2
15/8- 5UNS 36.2 35.8 36.6
15/8-8UN 38.2 37.9 38.4
15/8- 12UN 39.2 89 39.4
13/4- 5UNC 39.4 39 39.8
13/4- 8UN 41.4 41.1 41.6
13/4- 12UN 42.4 42.2 42.6
17/8-8UN 44.5 44.2 44.8
2-4.5UNC 45.1 447 45.5
2-8UN 47.7 47.4 48
2-12UN 48.8 48.6 48.9
21/4- 4.5UNC OIS 51.1 51.9
21/2-4UNC 57.1 56.7 57.5
21/2-8UN 60.4 60.1 60.7
2 3/4-4UNC 63.5 63 63.9
2 3/4-8UN 66.8 66.5 67
3-4UNC 69.8 69.4 70.2
3-8UN 73.1 72.8 73.4
31/4-4UNC 76.2 75.7 76.6
31/2-4UNC 82.5 82.1 82.9
31/2-8UN 85.8 85.5 86.1
33/4-4UNC 88.9 88.4 89.3
4-4UNC 95.2 94.8 95.6
4-8UN 98.5 98.2 98.8
4 1/4-4UN 101.6 101.1 102
4 1/4-6UN 103.8 103.4 104.1
4 1/4-8UN 104.9 104.6 105.1
41/2-4UN 107.9 107.5 108.3
41/2-6UN 110.1 109.8 110.4
4 1/2-8UN 111.2 110.9 111.5
4 3/4-4UN 126.3 137.8 114.7
4 3/4-6UN 116.5 116.1 116.8
4 3/4-8UN 117.6 117.3 117.8
5-4UN 120.6 120.2 121
5-6UN 122.8 122.5 123.1
5-8UN 123.9 123.6 124.2
51/4-4UN 127 126.5 127.4
51/4-6UN 129.2 128.8 129.5
51/4-8UN 130.3 130 130.5
51/2-4UN 1333 132.9 133.7
51/2-6UN 134.5 135.2 133.8
51/2-8UN 136.6 136.3 136.9
53/4-4UN 139.7 139.2 140.1
53/4-6UN 141.9 141.5 142.2
53/4-8UN 143 142.7 143.2
6-4UN 146 145.6 146.4
6-6UN 148.2 147.9 148.5
6-8UN 149.3 149 149.6

8 SR

SRR ( FrELHER )
U-NRT

B mm

BORT B0~ BA (REE %) B0 ~ BA (REE %)
No.1-64UNC 1.66 ~ 1.7 (100~65) 1.65~ 1.69(100~65)
No.2- 56 1.96~2.02(100~65) 1.95~2.01(100~65)
No.3- 48 2.25~2.32(100~65) 2.23~2.31(100~65)
No.4-40 2.52~2.6(100~70) 2.5~2.58(100~70)
No.5-40 2.86 ~2.93(100~70) 2.83~2.91(100~70)
No.6 - 32 3.09 ~ 3.17(100~75) 3.06 ~3.14(100~75)
No.8- 32 3.75~3.83(100~75) 3.74~ 3.82(100~75)
No.10-24 4.26 ~ 4.35(100~80) 4.24~4.32(100~80)
No.12-24 4.92 ~5.01(100~80) 4.9~4.96(100~85)
1/4-20 5.66 ~5.76(100~80) 5.64~5.74(100~80)
5/16-18 7.18 ~7.29(100~80) 7.15~7.24(100~85)
3/8-16 8.66~8.78(100~80) 8.63 ~ 8.73(100~85)
7/16 - 14 10.11~10.25(100~80) 10.08 ~10.19(100~85)
1/2-13 11.62 ~11.78(100~80) 11.6 ~11.68(100~90)
9/16 - 12 13.14 ~13.27(100~85) 13.11 ~13.24(100~85)
5/8-11 14.62~14.76(100~85) 14.58~14.67(100~90)
3/4-10 17.67~17.88(100~80) 17.63~17.74(100~90)
7/8-9 20.68~20.85(100~85) 20.64~20.75(100~90)
1-8 23.65~23.84(100~85) 23.61 ~23.74(100~90)

B EHIAF IR

WRR

BN~ BK (REE %)

B

R~ BK (REE %)

No.0-80UNF 1.38~1.41(100~65) 1.36~1.4 (100~65)
No.1-72 1.68~1.72(100~65) 1.67~1.71(100~65)
No.2-64 1.98~ 2.04(100~65) 1.97~2.03(100~65)
No.3-56 2.29~2.35(100~65) 2.28~ 2.34(100~65)
No.4-48 2.57~2.64(100~70) 2.56~2.63(100~70)
No.5-44 2.89~2.96(100~70) 2.87~2.94(100~70)
No0.6-40 3.19~ 3.26(100~70) 3.16~ 3.22(100~75)
No.8 -36 3.8~3.88(100~75) 3.79~3.86(100~75)
No.10-32 4.41~ 4.48(100~80) 4.4~4.46(100~80)
No.12-28 5~5.08(100~80) 4.99~5.06(100~80)
1/4-28 5.86~5.93(100~80) 5.85~5.92(100~80)
5/16-24 7.38~ 7.46(100~80) 7.36~7.43(100~85)
3/8-24 8.96~9.05(100~80) 8.95~9.02(100~85)
7/16-20 10.44~10.54(100~80) 10.41~10.49(100~85)
1/2-20 12.02~12.12(100~80) 12 ~12.05(100~90)
9/6-18 13.55~13.66(100~80) 13.53~13.58(100~90)
5/8-18 15.14~15.25(100~80) 15.11~15.17(100~90)
3/4-16 18.22~18.32(100~85) 18.18~18.25(100~90)
7/8-14 21.27~21.38(100~85) 21.23~21.27(100~95)
1-12 24.28~24.41(100~85) 24.24~24.32(100~90)
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SEHERS ( HRE ST R4UA )

ST-U(SFT,POT)
B L B mm
BERT ‘ IR %,J\ngﬁm"éﬁﬁw ERSLER
No.2- 56UNC 2.773 2.29 2.39 23
No.3- 48 3.202 2.64 2.74 2.7
No.4-40 3.670 2.95 3.07 3
No.5-40 4.000 3.25 3.38 3.3
No.6 - 32 4.536 3.66 3.81 3.7
No.8- 32 5.197 4.32 4.47 4.4
No.10-24 6.201 5.05 5.21 5.1
No.12-24 6.861 5.61 5.77 5.7
1/4-20 8.000 6.63 6.78 6.7
5/16-18 9.771 8.33 8.48 8.4
3/8-16 11.587 9.91 10.11 10
7/16 - 14 13.469 11.51 11.76 11.5
1/2-13 15.238 13.08 13.34 13.1
9/16-12 17.038 14.68 14.94 14.7
5/8-11 18.875 16.59 16.84 16.7
3/4-10 22.350 19.84 20.09 20
7/8-9 25.891 23.01 23.27 23.1
1-8 29.524 26.19 26.52 26.4
B EHI4HTF IR B mm
BYRT FOESME %/J\RTI_ ERAHLER
No.4-48 3.532 2.97 3.05 3
No.6-40 4330 3.66 3.78 3.7
No.8 -36 5.083 4.32 4.44 4.4
No.10 -32 5.857 4.98 5.13 5
No.12-28 6.665 5.7 5.86 5.8
1/4-28 7.528 6.53 6.71 6.6
5/16-24 9.313 8.2 8.38 8.2
3/8-24 10.900 9.78 9.96 9.8
7/16-20 12.762 11.43 11.63 115
1/2-20 14.350 13.03 13.26 13.1
9/6-18 16.121 14.66 14.88 14.7
5/8-18 17.708 16.26 16.48 16.3
3/4-16 21.112 19.43 19.68 19.5
7/8-14 24.582 22.61 22.86 22.7
1-12 28.150 25.76 26.04 26

73

EARE FIRS (NPT)

NPT-SFTAT
B mm
BB (NPT)
HEERE
fERRTIEY RERRTIE
1/16 7.770 — 5.94(0.234) — 6.15(0.242)
1/8 10.117 21/64 8.33(0.328) — 8.43(0.332)
1/4 13.426 27/64 10.72(0.422) 7/16 11.13(0.438)
3/8 16.866 9/16 14.27(0.562) 9/16 14.27(0.562)
1/2 20.980 11/16 17.48(0.688) 45/64 17.86(0.703)
3/4 26.325 57/64 22.63(0.891) 29/32 23.01(0.906)
1 32.934 11/8 28.58(1.125) 19/64 28.98(1.141)
11/4 41.689 115/32 37.31(1.469) 131/64 37.69(1.484)
11/2 47.760 145/64 43.26(1.703) 123/32 43.66(1.719)
2 59.797 211/64 55.17(2.172) 2 3/16 55.58(2.188)
21/2 72.273 237/64 65.48(2.578) 239/64 66.27(2.609)
NPT -
H =0.866025P
Mi=088
FIRE IR
NPTF-SFT.AT I
sEERA (NPTF)
BRI FEARTIEY
1/16 7.770 — 5.94(0.234) — 6.15(0.242)
1/8 10.117 21/64 8.33(0.328) - 8.43(0.332)
1/4 13.426 27/64 10.72(0.422) 7/16 11.13(0.438)
3/8 16.866 9/16 14.3(0.563) 9/16 14.27(0.562)
1/2 20.980 11/16 17.48(0.688) 45/64 17.86(0.703)
3/4 26.325 57/64 22.63(0.891) 29/32 23.01(0.906)
1 32.934 11/8 28.58(1.125) 19/64 28.98(1.141)
11/4 41.689 115/32 37.31(1.469) 131/64 37.69(1.484)
112 47.760 145/64 43.26(1.703) 123/32 43.66(1.719)
2 59.797 211/64 55.17(2.172) 2 3/16 55.58(2.188)
21/2 72.273 237/64 65.48(2.578) 239/64 66.27(2.609)
NPTF
H = 0.866025P
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LEYHIREL

SM-SFT,POT
B mm
‘ hAHR ‘ 2 BESEILE (REE %) e e

SM 1/16-80 1.25 1.28(75) 1.211 1.281
5/64-64 1.55 1.57(80) 1.513 1.593
3/32-100 2.1 2.15(70) 2.081 2.156
3/32-56 1.85 1.91(80) 1.841 1.936
1/8-44 2.5 2.58(80) 2.485 2.605
1/8-40 2.45 2.52(80) 2421 2551
9/64-40 2.85 2.91(80) 2.818 2.948
11/64-40 3.65 3.71(80) 3.612 3.742
3/16-32 3.9 3.94(80) 3.82 3.98
3/16-28 3.7 3.82(80) 3.684 3.844
3/16-24 3.55 3.59(85) 3.498 3.658
7/32-32 47 4.73(80) 4614 4774
15/64-28 4.9 5.01(80) 4.875 5.055
1/4-40 5.6 5.69(80) 5.596 5.726
1/4-28 53 5.41(80) 5.272 5.452
1/4-24 5.1 5.25(80) 5.086 5.266
9/32-28 6.1 6.2 (80) 6.066 6.256
9/32/20 5.7 5.82(80) 5.634 5.824
5/16-28 6.9 6 (80) 6.86 7.05
5/16-24 6.7 6.84(80) 6.674 6.864
5/16-18 6.3 6.38(85) 6.254 6.444
11/32-28 7.6 7.79(80) 7.653 7.843
3/8-28 8.5 8.58(80) 8.447 8.637
3/8-18 7.9 7.97(85) 7.843 8.053
7/16-28 10.1 10.17(80) 10.034 10.224
7/16-16 9.3 9.36(85) 9.22 9.44
1/2-28 11.7 11.76(80) 11.622 11.812
1/2-20 11.3 11.38(80) 11.19 11.41
1/2-12 10.3 10.36(85) 10.18 10.42

BT R

BSW,BSF-SFT,POT
B mm
B RSF > =Z\\E =RANE

w 1/8 40 2.452 2.602
5/32 32 3.073 3.253
3/16 24 3.567 3.807
1/4 20 4914 5.204
5/16 18 6.34 6.67
3/8 16 7.733 8.113
7/16 14 9.048 9.508
1/2 12 10.31 10.83
9/16 12 11.898 12.418
5/8 11 13.257 13.817
3/4 10 16.178 16.778
7/8 9 19.031 19.691
1 8 21.814 22.514
11/8 7 24.469 25.229
11/4 1 27.644 28.404
13/8 6 30.123 30.923
11/2 6 33.298 34.098
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1

HERQ (KK
RC,RP-SFT AT

| EEERL (RX)

B mm

BRT - JISB 0203‘ __ JISMI:B 2301
F1THES Rp(PS) BENE
f FALE BEALE BEILE
1/16 7.723 6.23 6.2 6.49 6.5 — —
1/8 9.728 8.235 8.2 8.495 8.5 8.191 8.2
1/4 13.157 10.941 10.9 11.341 11.4 10.945 10.9
3/8 16.662 14.428 14.4 14.846 14.9 14.388 14.4
1/2 20.955 17.95 18 18.489 18.5 17.943 18
3/4 26.441 23.349 23 23915 24 23.305 23
1 33.249 29.423 29 30.111 30 29.353 29
11/4 4191 37.94 38 38.772 39 37.89 38
11/2 47.803 43.833 44 44.565 45 43.72 43

H =0.960237P

Hi

=0.640327P

FTERY (HK)
6-SFT,POTHT

B FTERL (ER)

RNRLE (REE %)

B mm

RARILE (REE %)

G1/16 7.723 6.561(100) 6.843 (80)
G(PF)1/8 9.728 8.566 8.848

1/4 13.157 11.445 11.89 (75)
3/8 16.662 14.95 15.395
1/2 20.955 18.631 19.172 (80)
5/8 22.911 20.587 21.128
3/4 26.441 24.117 24.658
7/8 30.201 27.877 28.418
1 33.249 30.291 30.931
11/8 37.897 34.939 35.579
11/4 41.91 38.952 39.592 (85)
13/8 44.323 41.365 42.005 (80)
11/2 47.803 44.845 45.485
13/4 53.746 50.788 51.428
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TROUBLE SHOOTING

LSEN T RRAfEE

] “ 5 ERKN
Problem Tap Operating Conditions
RE HEE &t BE fEFHIN 3
Content | Specific Problem Selection Designed Spec. Regrinding Machine Used Tooling
1 ERIELEERNLE | LR ES
2. DK EIBI A S 2. INARIBLER T 5L
wppn | ERFIOEFHLE | 3 BETHEKNTER
Y 1.Select tap of appropriate | 1.Reduce rake angle.
Incorrect tap limit. 2.Increase margin width of
selection 2.Increase chamfer length. thread.
3.Select con-eccentric relief | 3-Correct relief angle of
chamfer section.
1. 3% POT,SFTNRTHRT | L R/i@#d ABBE
25 1.Reduce number of flutes to
YIEEE |2 ERRARLH provide extra chip room.
Chip packing |1.Select POT/SFT/XPF/
NRT/HRT.
2.Select tap with oil hole.
FENWATE |1 ERRERL
e Adjust machine *8
w capacity (drive force) | 2. [ 1FahiCMRS
& 2 fERA% to appropriate level. PIILARCRED
% e HARY 1.Use floating type tap
= 5;{ Incorrect holder.
2 ;[’E C()Qe]edr‘atwr?s 2.Avoid runout of
3 spindle.
3K
2
©
LIEFREE (R | 1 STRLE
RIRE ) L | 2. RIBMELERIE YN
2. ARSIt A
A 1.Select surface-treatment | 3- GRRGREEKE
Welding (steam oxide or coating). | 1.Apply steam oxide treatment,
2.Select tap with oil hole. 2 gdé;setdrﬁgtg?%lle tosuit
3.Shorten thread length of tap.
1 EMOEIHBEAE
2. (PR EEERRE BN
3. NEIBLERTA LA
ARG AKR
JP—— 4 BRI
pa 5. B HSTIEERYEIER]
Incorrect tap 1The land must be accurately
regrinding indexed.
2.Reduce run-out of chamfer
section.
3.Make sure that rake angle
and primary relief angle are
not too large.
4.Make sure that land width is
not excessively thin.
5.Remove burrs.
EFRREE AR 1 ERIEREVIHIER | BEBmERR
A SIESE. BEE. 2. KB Shorten regrinding intervals.
FRS 2\ 3. g
WAL SRR
B. 3N BT t1oAadJustm|mar reliefangle
! gy ppropriate [evel.
KA REBRAR ) e anel
e SR, ERER, 3.Increase ra ezng ef.ﬂ
Y Select oversize tap. -Increase number of flutes.
c Incorrecttap | ATapping material:
2 selection Materials with low over
3 ) size margin, such as
N 8 copper alloy, aluminum
o pg alloy and cast iron
§ ;2 B.Shape of tapping
o & material: Hollow
o materials and mild sheet
% LN steels with punched holes
@ which have a spring back
- action after tapping
Mg
bl
Damaged
internal
thread

RN Itk
Operating Conditions Work Material Hits
LIHIZ IR BE R ENRFL other
Tapping Conditions Cutting Lubricant Hardness Dimension Drill Hole
B HTIYeh Bo T 1. RETREMMARFLER
ESIE:abry 2. 58S, Rl
Change lubricant type IRIEEFL
and lubricating method. 1.Make drill hole diameter
as large as possible.
2.In the case of blind holes,
make it as deep as possible.
1. EREMRBITIERE 1. B LR FLARI
2 REDIEHHAS, Bk 2. FEFLANCR BRI
u“ji&ﬁt}]ﬁﬁﬁﬂﬁ%ﬁ?}-”%d ) 1.Prevent misalignme:t with
3. KAsRERA (Smes ) drill hole.
B 2.Chamfer entrance of the
1Adjust tapping speed to drilled hole.
appropriate level.
2.Adjust feed speed to appropriate
leve(to prevent torn or rough thread.
3.Use forced feed (lead feed) tapper.
1. IR T ??}ggé\t{ REFHY
LReduce tapping speed. Replace lubricant with
one that has higher
anti-galling properties.
BBy, RAEZHAIHE ﬁﬁﬁR‘IUDki—ﬂfﬁ%ﬁ
FE LMRIEREREHE O 2 A= FESE. &%
S ﬁ%ﬂm‘ z/J \E’J%BZtJJE‘J
Adjust reverse speed to an RIS
appropriate \etvrglm fo (a)}/gawd o B. WHIMRIEIRAR TS
amage aten
threafon the way out of ?f?e hole. &gﬁ SARER, &

Select oversize tap.

ATapping material:
Materials with low over size
margin, such as copper
alloy, aluminum alloy and
castiron

B.Shape of tapping
material: Hollow materials
and mild sheet steels with
punched holes which have
aspring back action after
tapping.

80



81

TROUBLE SHOOTING

LSEN T RRAfEE

EAZMS Itk
Operating Conditions Work Material Hits
LRSS LU BE 2N ENRFL other
Tapping Conditions Cutting Lubricant Hardness Dimension Drill Hole
AR BEREARE
BMBE, ;]
IRSEIO T AR
Be
Before gauge check,
be sure to remove
chips completely
REARLTHERS L BRI REGMARABER | BENTFNES
Reduce tapping speed. 2. S, ANFEUIEIERET lr\g?kee;jsrillozf;!ggiameteras I8 )
BESEE] geasp - Remove chips
= N generated in previous
3. IR ANEMHE process.
4. 5TIELIHIR
1.Review lubricant type and
lubricating supply method.
2.Correct lubricant change
replenishment intervals.
3.Prevent entry of other oils
such as operating oil.
4.Filtrate oil stored in tank.
REJBEMARILER | FEHHETIRFSER REJREMARILER
Make drill hole diameteras | BEHE7I Make drill hole diameter
large as possible. Review lubricant type and as large as possible.
lubricating method.
BN TR 1. B RFLROAIER

JREEEHAIAIAhSE R
#8754

Review lubricant type and
lubricating method.

TARLALEBII— 1%
Pay special attention to
changes and variations
in te(;fping material,

hardness and structure.

2. BALERFLINTES89A0
THEL

1.Avoid misalignment and
inclination from drilled hole.
2.Avoid work hardening of
the hole after tapping.

FEASEIHRE
Reduce tapping speed.

PEEDIE IRl i
Y I

Review lubricant type and
lubricating method.

L MET 0SSR

2. B THNEE

1.Hold work material
more securely.

2.Pay special attention
to thickness of work
material.

] “ 5 ERKN
Problem Tap Operating Conditions
RE HEE &t BE fEFHIN 3
Content | Specific Problem Selection Designed Spec. Regrinding Machine Used Tooling
g RSLHEEFIE, Bk
2 gg IRV B
] Improve sharpness of cuttin
% % ngfﬁq]ﬁ edgesto prevgntspare chips%
58| oEEE
o I%: Left-over chips
5 4
a N
)
EEEINTIHIHKE | 1 RBRTIEIMEEEY
Select tap with long Nz
chamfer length. 2. BT
i_i;’%:g&” 3. MRS ENMIRLSKE
1.Adjust rake angle to suit
Incorrect tap tapped materid.
2.Reduce margin width.
3.Shorten effective thread
length.
E 1 ERHEARNLE | L BINITEE 1 EfD EHBEAE
3 x 2 EEREAME (A | 2. FEENESKE 2. R NEIRBNRIRRE
B %E;%E\)/\m‘ﬁ 1.Reduce land width. 3 RIS
5 %, 3. BN L 2.Shorten effective thread A, RERIDR.
& 1.Select tap with thread length. 1The flutes must be accurately
> 8 AE relief. indexed.
Ep Welding | 2.Select surface-treatment 2.Reduce runout of rake angle.
g !7; (steam oxide or coating). 3_Ea(\]/ special attention to heat
‘5 3.Select tap with oil hole. build up on the cutting edge.
ﬁﬁilz(i)g,SFT,NRT,H RT, SREE G 1. BrLEH O BIHRED
XPF 22 i i { 3
Cﬁ?ﬁ:ﬁ(%g Select spial pointed or ?nméléceh to pitch feed | 2. Efﬁi&lﬁlﬁ?@
spiralfluted taps. 1.Avoid runout of
spindle.
2.Use a floating type
tap holder. ep
R
=
Incorrect
operating
conditions
1 MO EHBRAE
2. ﬂg%ﬂtﬂﬁlﬁﬁﬁﬂﬂ’iﬁér‘cﬂm
L
3. EREREEDAR
4%&36%!% 4. JEraFHRERHA
B 1The land must be accurately
Incorrect tap indexed.
regrinding 2.Reduce run-out of chamfer
section.
3.Make sure these are no wom-
outareas.
4.Shorten regrinding intervals.
. 1RV LBRTITEED N 1. BALEAOBYIRED
2 LeSiR R 2. BNFE 2. B TIEEE 2. fERARMHR LK
2 iR E 1.Reduce rake angle. 1.Make sure that land width is 8
- Incorrect tap 2.Reduce amount of thread not excessively thin. 1.Use a floating type
@ selection relief. 2.Do not regrind flutes. tap holder.
2 2.Avoig runout of
spindle.
73 POT,SFT.XPF, L INAB/EHE
NRTHRT 25k 2. B LIS
Use spiral pointed, spiral | 1 Enlarge chip room
fluted or forming taps .
YIEiEE 2.Increase chamfer length.
Chip packing
@ 4
o
1
LE |
REANE SEWC&HE\ EIREREERARR
RRAE ) By Make sure there are no worn-
BnE Select surface-treatment outareas.
Welding (steam oxide or coating).

1. RETEEIR S LAV
FURE
2. BIERFLRRY

1.Make hole for blind hole
as deep as possible.

2.Correct inclination of
drille

1. ERREFLR T
THERIRE

2 BRERIBE
il

1.Remove chips
collected in drilled
hole and around
tapping areasin
previous process.

2.Keep space for re
moval of chips.
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TROUBLE SHOOTING

LSEN T RRAfEE

] “ 5 fERZM RN Itk
Problem Tap Operating Conditions Operating Conditions Work Material Hits
ES 2[R BEE it BHE R *x8 LSS LU EE R ENRFL Other
Content | Specific Problem Selection Designed Spec. Regrinding Machine Used Tooling Tapping Conditions Cutting Lubricant Hardness Dimension Drill Hole
EH NI | 1. ?JJD 1{%’%&%&9’9%*']@, 1. EREP LAl
Select tap with long 7SRy |2 GERREEAN
yyl4mgs | chamfer length. 2. N T RUMBRET RFFHEIR | 1.Make sure there are no
Bk WNITRE worn-out areas.
Ex’c:zss' e Lincrease rake angle to improve | 2.Shorten regrinding intervals.
tappingtgquue cutting sharpness.
2.Increase amount of thread
relief and reduce land width to
o 22 reduce friction torque.
g
L3 wFRELS |1 @REERER L B AT L BRSO
pvoidinconsistent | £ REAVEE 2. B SIEFLAOE R :
EEEH feed rate 2. (REEF R L DFIEFLEE] Pay special attention to 2. FALEEFLAIM TR,
I b t tlhl;ﬁ]gst?grhgleder 3. BiLERERIFRFLEEER Ln ta gping mgtetriall,t 3. %gEU_Iﬁf‘iﬂ'\]
ncorrec .
operating adjustment function. L.Reduce tapping speed. erinessendstiuciure 1.Avoid misalignment and
conditions 2.Use a floating type 2.Avoid misalignment inclination from drilled hole.
tap holder. between tap and drilled . .
hole as well as inclination of 2.Avoid work hardening of
drilled hole. the hole after tapping.
3.Avoid hitting bottom of the 3.Remove chips generated
drilled hole with tap. In previous process.
B LR R L BB L RS EER
Prevent chip clogging 2. FmT)AME 2. B R TITIERE )
P ] 3. BIREERE 1.Make sure there are no
_;Fﬁ 4. IR E worn-out areas. o
S—% Incorrect tap 1.Reduce thread length. 2'M§tkgxsclé;esitvhea&lﬁ,‘?g widths
3 o selection 2.Change tool material. i
U%' % 3.Reduce hardness of the tap.
4.Increase chamfer length.
RIFIRERA 1 E}LE?IEI%’FE 1. PEAELIERE BERAR RO E%‘\UDIJZ EHHORERE 1. BALERFLEYR DA
Avoid inconsistent AR 2. B5LEERFULROFNMRL | Use lubricant that has higher RABREEMEE— 1% #
FEREY feed rate 2. AR LR . anti-galling properies. Pay special attention to 2. B LEERFLAN T AN
Y B ;-ied_‘jjce Fap\r.mg speed. phtanggs and vtarivatlions THEL
‘ﬂCOI’feCt 1.When tapping ho[ey .Avold misa |gnme_nt Intapping material, 1.Avoid misalienment and
operating donotreverse betuween tap and drilied hardness and structure. inclination from driled hole.
2.Use floating typey' of drilled hole. 2.Avoid work hardening of
tap holder. the hole after tapping.
1 EREdREME | PHMHBESHERTT) | L BLERAEA o] 1. B SR OBIHRED
(SR, RERE | ARATREILE 2. BFIEFRAER R HGT R | Switchtopitchfeed |, (BRI LR
| R Iftapping m?terial is Tard, | 1.Make sure that rake angle is mode. 2
3 U4y 4 improve tool material or a g .
R ;g)%%%)iﬁ%ﬁiﬁﬁz*ﬁ surﬁgace treatment. PPy not too large. l.Av_olglrunout of
SRR IEIETAEE 2.Avoid tapping burn. spindte.
T4 1.Select surface-treatment 2.Use afloating type
Incorrect tap (steam oxide or coating). tap holder.
selection | 5 select High-Speed Steel
tap that contains high
vanadium or powder metal
tap.
m
a
&
58 1. FRECLHSEES BEMEEARRA | R TR 1. RETREMARRFLE
£ 2 IR ToYBm | B TR LA 2 MTEAN, EAR
= THEL Fel;/iew lubricanﬁtépe and Pﬁy specialgttention to AIRER
ubricating method. changes and variations
{ERAEY 1.Reduce tapping speed. & in taJ)gpmg material, 3. %%FETEE?LE"JUUI
$:J=_‘i 2 Avoid work hardening of hardness and structure.
Incorrect the hole after tapping. l-Makﬁ hole as large as
operating possible.
conditions 2.Inthe case of a blind hole,
make it as deep as possible.
3. Avoid work hardening of
the hole after tapping.
LIBHMTHH PEEELH R 1 EEAIMHAE R
2NTITIRE Reduce tapping speed. ?i\f ‘;f‘
l.\ni;refase amount of thread 2. g;%%’gg%%ggﬁm
relief. G AR
2Reduce land width. 3. B LR ( 407
E_i?j“ ) BN
o) puR=] . 3
] Excessive 4. 3B TIE R
ER frictional 1.Review lubricant type and
o heat lubricating method.
2.Correct lubricant chanﬁe
replenishment intervals.
3.Prevent entry of other oils
such as operating oil.
4 Filtrate oil stored in tank.
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RECOMMENDED CUTTING SPEEDS AND LUBRICANTS

EIEURERITIR 5T

BRETIRIRER S AE BBV, . FH RARK, NMIMBERTIEPRTSENIRE, 5
SMTIBHF. BEEE, R, JUAE 3TMER, RELMIZ—MERMNTI, HIUEEFE HTIEIH,
This chart shows the recommended cutting speeds and cutting fluids. Tap material, type of tap, chamfer length,

dimension of drill hole, work materials and cutting fluids are important factors for determining suitable cutting speed.
Lubrication, cooling, capability and adhesion resistance are the three important factors effecting cutting fluid.

AR ELIEIRE SiERYIEIHF  Recommended Standard Cutting Speeds And Application Of Cutting Fluids

HI4IEEE Cutting Speed (m/min) K38 Cutting Fluids
IR PR P —— - o s —
WorkMaterial - SResmes i3 ol g o s P s B I Bt I
rikafip | BTy |poinfudtop| o op| "tss | Sabubisp| "PTep | SOl fwtersoubie] Y | o
ol € 813 | 813 | 15425 | — | 813 | 2732 | 3-6 @) @) — —
Low Carbon Steel
7~12 | 7~12 | 10~15 | — 7~10 | 27~32 3~6 O O — —
C0.45 L E
vyl 69 | 69 | 813 | — 5~8 | 22~27 25 (@) O — —
7~12 | 7~12 | 10~15 | — 5~8 | 22~27 2~5 (@) AN — —
RN 3~5 35 4~6 o o o " . .
Hardened Steel @-3) | (a8 | (6~10) 25 O A
4~7 5~8 813 | — 510 | — 3~6 (@) O — —
SUS630
pypell 35 3~5 4~6 — — — 2~5 O - - o
6~9 6~9 | 7~10 | — — — 2~5 O _ _ _
6~11 | 6~11 | 10~15 | — — | 17~22 2~5 O O — =
10~15 | — — | 10020 | — — 2~5 O O O O
e 7~12 | 7~12 | 10~20 | 10~20 [ — | — 4~8 (@) O O —
s 6~9 6~11 | 7~12 | 10~20 | 7~12 | 27~32 2~5 O O — —
= - Em f* 10~15 | 10~20 | 15~25 | 15~25 | 7~12 | 27~32 5~10 O O O O
EA - EEBG _ _ _
ke ket 6~11 | 6~11 | 10~20 | 10~20 | 7~12 6~11 O O
pi5i7 " v " . X v " o .
Aluminum Rolled Steel 10-20 10~20 15-25 7~12 100~300 5 10 © O
BASEE - - . - R - - - -
e | 10~15 | 10~15 | 15~20 | 10~20 | 12~20 | 80~300 | 10~15 @) O
7~12 | 7~12 | 10~15 | 10~20 | — — 10~15 O O — —
7~12 | 7~12 | 10~15 | 10~20 | 7~12 | 27~100 | 10~15 O O — —
BB = " o . " - o " o
1020 1525 5-10 o | O O
AT - - . " . - N _ _ _
Sl M 10~20 | 10~15 | 10~20 | 10~20 27~32 | 5~10 O

L ERA—REREERE, BIRIBEARIHITEE,

2 ERLHE, ESRTERRLHEINEER,
3 ERW—ZH () WA CPM LERFIMIHIRE.

KORRRTINISHIBIRIRRPHIE +30%~+50% BRI E.

BFRBEA LRI,

O £i& O Ideal O i&A O Good A BIfEMA A Applicable — RBIEEA — Not Applicable

1These are general recommendations which depending upon conditions, may be altered.

2.To select the best taps, please see TAP selection chart.

3. () =recommendation for CPM taps.

% Please apply +30 ~ +50% higher speed for coated tap(Exclude Steam Oxide and Nitride Treatment)
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