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EMUGE is known worldwide as a manufacturer of high-quality tools in the thread cutting and clamping technology. Certified acc. ISO 9001:2008 we are a
preferred tool supplier and partner to the automotive industry and its subcontractors, to heavy industry and general engineering, to aerospace and medical
industry, as well as the oil and gas industry.

As a traditional family company with over 90 years of experience in the threading technology, EMUGE now offers a selection of taps and cold-forming taps
according to Japanese standards: the EMUGE JIS High-Performance Taps.

In spite of the fact that on a global level a trend to unify the different international standards has set in, EMUGE wants to pay its respects to the Japanese
market with this new programme, and accommodate local standards, too.

The special characteristics of the new programme are these:
e Shank diameter and square dimensions are made in accordance with Japanese standards
e All tools are suitable for the production of threads with tolerance JIS Class 2
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Internal thread: Czp / gze)zance. Shank diameter and square dimensions:

JIS Class 2

acc. Japanese standards
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Thread tolerance

EMUGE orients itself along the well-known system for Metric threads according ISO 965, but reinterprets the JIS tolerance system, contributing by this
redefinition to a simplification and harmonization of the former tolerance system JIS Class 2 as it is used in the industry.

The allocation of a work piece thread to the tool tolerance of the appropriate tap is specified in ISO 2857. This standard basically follows the idea of attributing
to the tolerance of each thread to be machined (e.g. internal thread in tolerance 6H) a corresponding tolerance on the side of the tap (e.g. ISO 2/6H). In this
way, a tap is always designed to produce the appropriate work piece thread tolerance.

The dependence of the thread flank tolerance from nominal diameter and thread pitch is reflected in the calculation of the threading tool tolerance. This makes
it much easier for you as the customer to select the threading tool tolerance which will fit your individual machining job. The designation of the work piece
thread to be produced in accordance with JIS Class 2 was transferred, by analogy, to the designation of the threading tool tolerance, by the abbreviation

“C2” respectively “C2X”".

Advantage: The thread designation in the work piece drawing will lead you directly to the designation of a suitable tap (C2 or C2X) and a suitable
cold-forming tap (C2X).
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JIS Taps

- Thread Cutting Technology

JIS-Rekord 1A-GJV-IKZ-TICN

JIS-Rekord 1A-GJV-TICN

JIS-Rekord 2A-GJV-TICN

JIS-Rekord 2A-GJV-IKZ-TICN

Rekord A/ L J1—RKA
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e straight flutes
e chamfer form C (2-3 threads)
e for blind hole and through hole threads

Note:

Especially for short-chipping material. The

flutes can hold only a part of the chips. There is
practically no chip transport in an axial direction.
We do not recommend using this tap type in deep
blind hole or through hole threads in long-chipping
material.
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For cast iron with vermicular graphite

Newly developed cast materials often show very
special grain structures. In combination with an
increased number of flutes and a specially adjusted
geometry, these tools permit long tool life even in
these highly abrasive materials as well as in normal
cast iron.
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RERIGH T — T R E
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Internal coolant-lubricant supply, axial
(DIN designation: KA)
The axial exit of coolant-lubricant provides optimum

cooling and lubrication in the chamfer area. Chips
are evacuated easily from blind holes.

TICN

REILFYA—T142 T (TIL—TLA)
PVDZ O+ R (500°C) ICKBTICND—F« > %%
Fo2-4(um) DIRE % 55 FEEIE3000HVIC HE
UE S &HDTICNO—F 1 > 7' [3400°CE T Dt
HMEEFE YVTOREREMICEMUED,

Titanium carbonitride (blue-grey)

In-a PVD process (500 °C) a coating thickness
of 2-4 pm can be realised. The hardness is
approx. 3000 HV. The TICN coating will resist
up to approx. 400 °C.

TEFd / ITHRURE
4500 bzl
Material
R_RUTAX
= Thread
T RURS
3000 3 Thread depth
. < YIHIRE
= Cutting speed
g 3E
- & Coolant-lubricant
w5 2 :
28 w Machine
g 2 NILE—
BS & Tool holder

Tool life / no. of threads

FOVHEY (CrMo)
GV (with Moy K32)
M10

18 mm

25 m/min

IXILY3>,1 bar
Emulsion, 1 bar
gty 2
Vertical machining centre
OLyhFryy
Rigid collet holder
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/27 - Tolerance C2x ) C2X
d—F %" - Coating TICN ) TICN
BATIEIR
Technical information
' C/23 ) C/23 )
¢ E/0 ) E/O
max. 2 X dy
RURS/TRER i
Thread depth and hole type n
@ )
®2242 )
SRR - #EIH \
Range of application — material »E14
60°
M ISOX—NJLHUitE DIN 13 :5 ii E:
ISO Metric coarse thread DIN 13
JIS-Rekord JIS-Rekord
0 dq P 1A-GJV 1A-GJV-IKZ
mm mm l4 lo I3 9 dy O TICN TICN
M 5 0,8 70 15 25 5. 45 42
6 1 80 17 30 6 4,5 5
JIS-Rekord JIS-Rekord
0 dq P 2A-GJV 2A-GJV-IKZ
mm mm l4 lo I3 9 dp O TICN TICN
M 8 1,25 90 20 - 6,2 5 6,8
10 15 100 22 - 7 55 8,5
12 1,75 110 24 — 8,5 6,5 10,2
60°
M ocomesms Ak
ISO Metric fine thread DIN 13
JIS-Rekord JIS-Rekord
¢ dq P 2A-GJV 2A-GJV-IKZ
mm mm l4 lo I3 9 dy O TICN TICN
M 10 x 125 100 22 - 7 53
12 x 1,25 100 22 - 8,5 6,5 10,8
12 x 15 100 22 - 8,5 6,5 10,5
14 x 15 100 22 - 10,5 8 12,5
16 x 15 100 22 - 12,5 10 14,5
20 x 15 125 25 — 15 12 18,5

N

NEOSRINIOBEIEAIHESFERIEEWN
Threading in through holes is possible only with external cooling/lubrication
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JIS Taps

JIS-Rekord 1B-Z-TIN

JIS-Rekord 1B-Z-IKZN-TIN

JIS-Rekord 2B-Z-IKZN-TIN

JIS-Rekord 2B-Z-TIN

Rekord B/ L J1—KB
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e straight flutes with spiral point
e chamfer form B (4-5 threads)
e for through hole threads

Note:

Typical tool for through hole threads in long-
chipping material. The spiral point pushes the
tightly rolled chips ahead and prevents clogging of
the flutes. Coolant-lubricant can flow freely. Do not
use this tap type for a reverse cut!
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ERNICENT DRV AERITADEAED
BB DHRUYPTVHSDBHEIFTEHLC
TA—X VAR UE U HFICCNCTY > TD
MRV TITICRBE TS, TA—T DY 7
NV IORILY—E DRI EDETREIY VS
Tl ERET I RAROEREERED
TCB bi—a—o

For CNC-controlled machines

This very keen cutting geometry with elevated
rake and relief angles is suitable for a multitude of
long-chipping materials. It is designed especially
for CNC-controlled machine tools. Synchronous
feed control, especially in connection with our
collet holders of the Softsynchro® series, will bring
out the full performance potential of these tools.

IKZN

RERIRMI—F > b ZIL— R NARANDHEH
NFE
ZIL—ANOBER N EIRAT 2 ETHEDN
DI VTIMITOREICHEEICT—F > MMefitii
TBIENTEET,

Internal coolant-lubricant supply, axial, with
coolant exiting in the flutes (DIN designation: KR)
Radial exit of coolant-lubricant is the safest solution

for providing coolant-lubricant supply in the
chamfer area even in through holes.

TIN

EFYyA—FovJ (d=ILRrTO-)
PYDZ Ot A (500 °C)IC K BTINI—T 1 7 %1%

Fo1-4(um) DIRE%1F5  TEE 142300 HY, BB
BEDEWESHRRAEEWI—T VIR

Titanium-nitride (gold-yellow)

In-a PVD process (500 °C) a coating thickness of
1-4 pm can be realised. The hardness of approx.
2300 HV, the good sliding properties and coating

ERENREMZRRLET, adhesion guarantee long tool life.
TEFd / MTHRURE Tool life / no. of threads
1500 A E@%Z:P% iliEES]
Material 40Mnd P31
RO X
E. Thread M10x 1.25
g RURS
% Thread depth 16 mm
: YIHIERE ]
5 Cutting s;;ed 45 m/min
] UEID:: IXILY3>, 30 bar
350 2 Coolant-lubricant Emulsion, 30 bar
Fs £ L il S 2y Y2
2F w Machine Horizontal machining centre
@E 32 RILE— IL—5 VIRV ORILE —
RS & Tool holder EMUGE Softsynchro®

mafthtt Il MEU LD TREFGHZEER!
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JIS Taps
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s — 8] — — = JIS-Rekord 1
h
l2 O
el st L1 jsrRekord2 zZ Z
s | s C CNCY A CNCY A
37 - Tolerance C2x )
J—7 %" - Coating TN )
KATIEER
Technical information
YWV | _B/4s )
¢ E/O/P )
max. 3 x d4
RURSE /TR ]
Thread depth and hole type n
Emis:
11131 )
SE PR — M B 14 €21 )
Range of application — material (N1422 )
@

60°

M ISOX— k)Lt Uit E DIN 13 :E 3 \7/

ISO Metric coarse thread DIN 13

JIS-Rekord JIS-Rekord
0 dq p 1B-Z 1B-Z-IKZN
mm mm 4 o I3 0dy | TIN TIN

M 2 08 70 8 25 5,9 4,5 4,2
6 1 80 10 30 6 4,5 5

JIS-Rekord JIS-Rekord

0 dq P 2B-Z 2B-Z-1KZN
mm mm l4 lo I3 0do O TIN TIN
M 8 1,25 90 14 - 6,2 5
10 15 100 16 - 7 55
12 1,75 110 18 — 8,5 6,5 10,2
60°
M F 50X — ILBUHEE DN 13 \i%
ISO Metric fine thread DIN 13
JIS-Rekord JIS-Rekord
0 dy P 2B-Z 2B-Z-1KZN
mm mm l4 lo I3 0do O TIN TIN
M 10 x 125 100 16 - 7 53
12 x 1,25 100 15 - 8,5 6,5 10,8
12 x 15 100 15 - 8,5 6,5 10,5
14 x 15 100 15 - 10,5 8 12,5
16 x 15 100 15 - 12,5 10 14,5
20 x 15 125 17 - 15 12 18,5
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JIS-Rekord 1D-Z-TIN

JIS-Rekord 1D-Z-IKZ-TIN

JIS-Rekord 2D-Z-TIN

JIS-Rekord 2D-Z-IKZ-TIN

Rekord D/ L J—KD

¢ 10-15° GRUN /A ZIL7IL—K
o BWMIEL# 2-3 1LI(T7A4—LA0)
o IERDRA

R

BB P Ty v IINTICE IcRERY
v 7 TH, ZIL—NEHEHDRUNAICEHETS .
B ENPEED ROy I T THYIE Dt
WHIFENDZENHDE A NEBIEHT —F>
NEEEY 22 ET.ONCEETOYIBAEN ST )L

e 10-15° right-hand spiral flutes
e chamfer form C (2-3 threads)
e for blind hole threads

Note:

Especially to be recommended on automatic lathes
and multi-spindle machines. The slow spiral flutes
will be especially helpful in thread holes beginning
with an increased diameter (counterbore or
enlarged bore). Provided with internal coolant-

DIERFELTHEDTT, lubricant supply, this tap type will help to solve chip
problems on CNC machines.
Y4

CNCY Ty 7N LIcERE

ERNICECT BRI AERITEOEAED
O YIBDHRUPTVHSDBHEEIMTE LS
TA =XV AEEBRUE U ICCNCY YV TD
BMESYIINTICRE T, TA—TDY 7
cNovoOmRILy—EDEHELE TR v
ITICERBEHE RAROMEREESHRES
7=5UF Y,

For CNC-controlled machines

This very keen cutting geometry with elevated
rake and relief angles is suitable for a multitude of
long-chipping materials. It is designed especially
for CNC-controlled machine tools. Synchronous
feed control, especially in connection with our
collet holders of the Softsynchro® series, will bring
out the full performance potential of these tools.

IKZ

RERIGIH T — T R E

RERGEIMS — 5> b ERAT 5 E TRAME
TOYADBHE BHE BB AIRICRDE T,
ESIIEFDNTOTBHEICOMRIZIETT,

Internal coolant-lubricant supply, axial

(DIN designation: KA)

The axial exit of coolant-lubricant provides optimum
cooling and lubrication in the chamfer area. Chips
are evacuated easily from blind holes.

TIN

EFyyA—FovJ (d—ILRrTO-)
PYDZ O A (500 °C)IC K BTINO—F« > %1%
Fo1-4(um) DIEE %55 BB 52300 HV, EEE
FREOEWNESHRERAEEWI—T VI ER
ERENREGERBELET,

Titanium-nitride (gold-yellow)

In-a PVD process (500 °C) a coating thickness of
1-4 um can be realised. The hardness of approx.
2300 HV, the good sliding properties and coating
adhesion guarantee long tool life.

IR&6 / MTRURE

15000 #RHIA
Material
RUYIX
Thread
RUZRS
Thread depth
YIHIRE
Cutting speed
IHIH
Coolgnt-lubricant

7000+

Machine

IV —
Tool holder

EMUGE JIS-Rekord 2D-Z-IKZ-TIN

RAfitam

Competitor

Tool life / no. of threads

FCD700#H4

GGG70 k22 )
M10 x 1.25

16 mm

60 m/min

I3, 50 bar

Emulsion, 50 bar

WIS —> TV

Vertical machining centre

IL—75 VYI7RIVoOmILT—
EMUGE Softsynchro®

FCD700C L &5 #515,0007% ! fh#t Rd26ZL !
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JIS Taps
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It
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) O
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s — — 38— — = JIS-Rekord 1
i
I O
s| ] 5 L ysn z Z
| —1+—— —3Z] —— —— == JIS-Rekord 2 Dy Dy
s | s C CNCY ¥ >H CNCR YA
/27 - Tolerance C2x ) c2X )
U d—F %" - Coating N ) N )
i
Technical information it ) Gk )
' C/23 ) C/23 )
¢ E/0/P ) E/0 )
max. 2 X d4
RUYA X/ TR
Thread depth and hole type
@S ) | @S )
M11-31 ) M11-31 )
SE PR — M B 14 €z )
Range of application — material (N 1.4-6,24-5)
60°
ISO Metric coarse thread DIN 13
JIS-Rekord JIS-Rekord
0 dq p 1D-Z 1D-Z-1KZ
mm mm 4 o I3 0dy | TIN TIN
M 5 0,8 70 8 25 5.5 45 42
6 1 80 10 30 6 45 5
JIS-Rekord JIS-Rekord
0 d4 P 2D-Z 2D-Z-IKZ
mm mm l4 lo I3 0dy O TIN
M 8 1,25 90 14 = 6,2 5
10 15 100 16 - 7 55
12 1,75 110 18 = 8,5 6,5 10,2
60°
T | TRV
ISO Metric fine thread DIN 13
JIS-Rekord JIS-Rekord
¢ dq P 2D-Z 2D-Z-1KZ
mm mm l4 lo I3 0 do O TIN TIN
M 10 x 125 100 16 - 7 5,9
12 x 1,25 100 15 - 8,5 6,5 10,8
12 x 15 100 15 - 8,5 6,5 10,5
14 x 15 100 15 - 10,5 8 12,5
16 x 15 100 15 = 12,5 10 14,5
20 x 15 125 17 - 15 12 18,5
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JIS-Enorm 1-Z-TIN

JIS-Enorm 1-Z-IKZ-TIN

JIS-Enorm 2-Z-TIN

JIS-Enorm 2-Z-IKZ-TIN

Enorm/1./—L

* 35-50° HRUNA/NAZILT)IL—h
e BWEILE 2-3 1L (T4 —LAC)
o FIB DRV I WKHEIM D IEXD7A

IR

YIE DEROYTWHEIMDIERDRICHITD5E
—HWRY VI TI . RERRUNADIIL—h %
BFEEEDNTENERKYIBZBEHTEX,
BARIXDDRI L TOINIAAEETI VB DM
nhgIFsnsBNH H Do, ERTE NP EEE

DARTONMIICIFHERETEF A,

—

e 35-50° right-hand spiral flutes
e chamfer form C (2-3 threads)

e for blind hole threads
in long-chipping materials

Note:

Typical tool for blind hole threads in long-chipping
materials. The fast spiral flutes provide good chip
removal from the blind hole. Depending on design
and size, threads up to 3 x d4 can be cut. Not to be
recommended for threads beginning with an
increased diameter.

4

CNCY Ty 7N LIcERE
ERNICECT BRI ABERITEOEAED
A YIBDHUPTVHSDBHEEIMTE LS
T A=YV AERBEUE U AFICCNCT Y TD
BMESYIINTICRE T, TA—T DY 7
cNoroOmRILy—EDEAFELE TRV
MIICSEREBEFIF &XROEREERE S
7=5UF Y,

For CNC-controlled machines

This very keen cutting geometry with elevated
rake and relief angles is suitable for a multitude of
long-chipping materials. It is designed especially
for CNC-controlled machine tools. Synchronous
feed control, especially in connection with our
collet holders of the Softsynchro® series, will bring
out the full performance potential of these tools.

IKZ

RERSRIM I —Z > b T =
PERIEH T —Z > N ERT 2 ETRAME
TOYIA DG E SHEEBED AREICRD T,
ISICIEFEDNTOYIBHHICHMRIFIETT,

Internal coolant-lubricant supply, axial

(DIN designation: KA)

The axial exit of coolant-lubricant provides optimum
cooling and lubrication in the chamfer area. Chips
are evacuated easily from blind holes.

TIN

EFyyA—FovJ (d—=ILRrTO-)
PYDZ O A (500 °C)IC K BTINO—F« > %1%
Fo1-4(um) DIRE %155 FEE1$2300 HY, BB
FREOEWESHRRAIEEWI—T VIR
ERENREGERBELED,

Titanium-nitride (gold-yellow)

In a PVD process (500 °C) a coating thickness of
1-4 pm can be realised. The hardness of approx.
2300 HV, the good sliding properties and coating
adhesion guarantee long tool life.

IRFa / MTRURE

900 HHIAA
Material
RUYIX
Thread
RURS
Thread depth
YIHIRE
Cutting speed
YA
Coolant-lubricant
HEA
Machine
RV —
Tool holder

300

fti

o
EMUGE JIS-Enorm 1-Z-TIN

Ha
Competi

Tool life / no. of threads

A—RTFHANRATVL M

X6CrNiMoTi17-12-2 )
M8

16 mm

15 m/min

INILY 3y, HEREEH

Emulsion, external

i a2 cV2

Vertical machining centre

ILA—7 Y7oy —
EMUGE Softsynchro®

PIBEN S TIVEREL. SSIMEDTEFMZER!
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JIS Taps
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HSSE x
i
I3
) O
‘\\
sl — 75 ——— — === JIS-Enorm 1
i
lo O
-~ my . |
s — T — = JIS-Enorm 2 CNCY Y F CNCY A

N7 - Tolerance
d—F %" - Coating

BATIER

Technical information Eﬂw
RUYA X/ TR

Thread depth and hole type

HEREE - wHEIM

Range of application — material »E 14

60°

V¥

ISOX—KJL1 Uz E DIN 13
ISO Metric coarse thread DIN 13

JIS-Enorm
0 dq p 1-2
mm mm 4 o I3 0dy | TIN
M 5 0,8 70 8 25 5.5 45 4.2
6 1 80 10 30 6 45 5
JIS-Enorm
¢ dq P 2-7
mm mm l4 lo I3 0dy O TIN
M 8 1,25 90 14 - 6,2 5
10 15 100 16 - 7 55
12 1,75 110 18 — 8,5 6,5 10,2

60°

ISOX—hkJL1aUHEE DIN 13

MF

JIS-Enorm
1-Z-1KZ

ISO Metric fine thread DIN 13
JIS-Enorm JIS-Enorm
9 dq P 2-7 2-7-IKz
mm mm l4 lo I3 0 do O TIN TIN
M 10 x 125 100 16 - 7 519
12 x 1,25 100 15 - 8,5 6,5 10,8
12 x 15 100 15 - 8,5 6,5 10,5
14 x 15 100 15 - 10,5 8 12,5
16 x 15 100 15 = 12,5 10 14,5
20 x 15 125 17 - 15 12 18,5




\y

AR

JISEREY v T —X
JIS Cold-forming Taps

- Thread Cutting Technology

JIS-InnoForm 1-Z-SN-IKZ-TIN-T1

JIS-InnoForm 1-Z-SN-TIN-T1

JIS-InnoForm 2-Z-SN-TIN-T1

JIS-InnoForm 2-Z-SN-IKZ-TIN-T1
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e cold-forming tap for the chipless production
of internal threads

e |ead taper form C (2-3 threads)
e for blind hole and through hole threads

Note:

Depending on the workpiece material, the essential
advantages of the cold-forming of threads are not
only excellent surface quality but also higher static
and dynamic strength of the thread.

The length of the thread to be produced is not
limited by chips which must be removed. The tools
feature an excellent stability, especially with small
thread sizes.

All ductile materials can be cold-formed. Sufficient
lubrication is essential. We generally recommend
using oil grooves for through hole threads and
horizontal machining. (Exception: very short through
hole threads, e.g. sheet metal components).
Sometimes, it is necessary to adjust the
recommended drill diameter to work conditions.
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IOIRILY —E DEHFELETHEREIY v ZINTIC
SEREFR. BRROMEEEDREDSLE
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For CNC-controlled machines

This geometry is aimed at reducing the unavoidable
friction forces and the heat stress on the forming
lobes especially for use on CNC-controlled
machines. With a synchronous feed control, the
performance potential of these tools can be used to
the full, especially in combination with the collet
holders of our Softsynchro® series.

TIN-T1

EFyrA—FovJ (d—ILRrTO-)
PYDZ O A (500 °C)IC K BTINO—F« > %1%
Fo1-4(um) DIEE %55 BB £2300 HV, EEE
REOBEWNESHERAEIEEWI—Tr VIR
EBRENREGERRLET, BFOZEI—
T4V TIN-TI TINETICRWT EFMmEE
BT 3ZENTEET,

Titanium-nitride (gold-yellow)

In-a PVD process (500 °C) a coating thickness of
1-4 pm can be realised. The hardness of approx.
2300 HV, the good sliding properties and coating
adhesion guarantee long tool life.

The special structure of the multi-layer coating
TIN-T1 helps to achieve considerable tool life
increases.

TEEMH / MITRURE
2000 — HHI
'=7 Material
= REPAX
> Thread
= RURS
@ Thread depth
& YIHIERE
g Cutting speed
800 5 BIHIH
F £ Coolant-lubricant
< [ ;
%% Q Machine
=y 2 RILT—
RS & Tool holder

Tool life / no. of threads

70 B41)
M12

25 mm

20 m/min

IXI)L3, 30 bar

Emulsion, 30 bar

BRYY Ve

Horizontal machining centre
ILA—5 Y 7hyvoamiLyg—
EMUGE Softsynchro®

BEatRICHARTESGH25EC!
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JIS Cold-forming Taps

HSSE

I3
) O
~ \
o e —73%| — —— —r== JIS-InnoForm 1
h
I O
- — . Z Z
=+ —t— 3 — I_I:, JIS-InnoForm 2 CNCY A CNCY A
J2Z - Tolerance C2x ) C2X
d—F %" - Coating TIN-T1 ) TIN-T1
BKIfTER
Technical information
ZYE { Vv C/2-3 )
¢ E/O/P )
max. 3 x dy
RUTA R/ TR il
Thread depth and hole type n
@i )
M1.1-312 )
TR - HHIH @& )
Range of application — material IN21-2,245)
§1.1222 )
§242 )

ISOX—K~JL1 Uz E DIN 13
ISO Metric coarse thread DIN 13

60°

V¥

JIS-InnoForm

JIS-InnoForm

0 dy P 1-Z-SN 1-Z-SN-1Kz
mm mm 4 o I3 0 do O TIN-T1 TIN-T1
M 5 0,8 70 8 25 5. 45 4,65
6 1 80 10 30 6 4,5
JIS-InnoForm | JIS-InnoForm
0 dy P 2-Z-SN 2-Z-SN-1Kz
mm mm l4 o I3 0do O TIN-T1 TIN-T1
M 8 1,25 90 14 - 6,2 5 7,45
10 1,5 100 16 - 7 55 9,35
12 1,75 110 18 — 8,5 6,5 11,25
60°
MF 50X — ILBUHEE DN 13 \W,
ISO Metric fine thread DIN 13
JIS-InnoForm | JIS-InnoForm
0 dy P 2-Z-SN 2-Z-SN-1Kz
mm mm 4 o I3 0 do O TIN-T1 TIN-T1
M 10 x 125 100 16 - 7 53 9,45
12 x 1,25 100 15 - 8,5 6,5 | 11,45
12 x 15 100 15 - 8,5 6,5 | 11,35
14 x 15 100 15 - 10,5 8 13,35
16 x 15 100 15 - 12,5 10 15,35
20 x 15 125 17 - 15 12 19,35

N

) BONRDEEY Y TN TIEAEBIGHTITo>TFEW
Cold-forming in through holes is possible only with external cooling/lubrication

A IVILY 3y OKEN) EROBEEREENRESNSSEELHDEY

Restricted application possibilities with emulsion

Thread Cutting Technology
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Range of Application — Material Groups

= Jfff”jﬁ. —

Please note:

The cutting speeds and circumferential speeds (v, in m/min) listed in the respective
columns are standard values which have to be adjusted to individual work conditions
(material, lubrication, machine etc.).

The suitability is marked as follows:

- Tap/Cold-forming tap is very suitable
- Tap/Cold-forming tap is suitable

)
R
ar |

%EEF'CD*S)JQU ERKLVERERERE (v, m/min) ($H< ETHEEETT HHI
. Eﬁﬁ?é%’ff&\f]Jﬁulﬁiﬁt%n%“no)bﬂli%iﬁt:ﬁb‘li"(i@ﬁ%ﬁ%b
TTFa&W,
HBRORUA:
- IVTRLUVEEY Y T OE—HRR
- FYTBKVEREY v DEFE R EE R

B RRE YD RDOTESE
E=IV/IY3v

0 =9vEVTALI

P =%vEVINR—RK

YV = DN-TA—L / BUWRE LK
DYV < DIN-TA—Ls / U—RF—/8— L%k

(KFICTRE)

‘5 = suitable coolant-lubricant

E = Emulsion
0 =Thread cutting oil
P =Thread cutting paste

¢ -

;ﬂw = DIN form / threads (chamfer length)
m?W = DIN form / threads (lead taper length)

Cold-extrusion steels, Cq15 1.1132
Construction steels, <600 N/mm2 S235JR (St37-2) SSTJ?VI?; HSVSV?R%?-IOSSVEIQM 1.0037
Free-cutting steels, etc. 10SPb20 ’ ! 1.0722
Construction steels, E360 (St70-2) 1.0070
Cementation steels, < 800 N/mm2 16MnCr5 s?;ﬁntsc’ssﬂsfégcs'ﬁﬁ;a 1.7131
Steel castings, etc. GS-25CrMo4 n, ohina.s, 1.7218
Cementation steels, 20MoCr3 1.7320
Heat-treatable stesls, <1000 N/mm2 42Crod S, S, SO0 17295
Cold work steels, etc. 102Cr6 ’ ! ! 1.2067
Heat-treatable steels, 50CrMo4 1.7228
Cold work steels, <1200 N/mm2 X45NiCrMod SChuLoH, SKH, 1.2767
Nitriding steels, etc. 31CrMo12 S 1.8515
High-alloyed steels, X38CrMoV5-3 SKD12. SKD61 1.2367
A%I 8 S (OBESEA) Cold work steels, < 1400 N/mm2 X100CrMoV8-1-1 SKT SUH SKH’ 1.2990
AT EHNGESEA) Hot work steels, etc. X40CrMoV5-1 oY 1.2344
Stainless steel materials
11 [z ILToTAk Ferritic, martensitic < 950 N/mm?2 X2CrTi12 SCS, SUS420J2, SUS403 1.4512
M 21 |[A=RATFAhk Austenitic < 950 N/mm2 X6CrNiMoTi17-12-2 SCS, SUH, SUS304, SUS316 1.4571
31 |[A—RXFTFANTo4~ —H% Austenitic-ferritic (Duplex) < 1100 N/mm2 X2CrNiMoN22-5-3 SUS329J3L 1.4462
41 [A—XFFANTx748 Zii%k Austenitic-ferritic heat-resistant (Super Duplex) < 1250 N/mm2 X2CrNiMoN25-7-4 SUS329J4L, SCS14A 1.4410
) ) . 100-250 N/mm2 EN-GJL-200 (GG20) FC200 EN-JL-1030
R BHR Cast iron with lamellar graphite (GJL) 250-450 Wmm2 | EN-GJL-300 (GG30) FC300 EN-JL-1050
N . . . 350-500 N/mm?2 EN-GJS-400-15 (GGG40) FCD400 EN-JS-1030
751K Gast iron with nodular graphite (6.S) 500-900 /mm? | EN-GJS-700-2 (GGG70) FCD700 EN-JS-1070
_ — - - ¥ 2
ASE i3 Cast iron with vermicular graphite (GJV) iggggg wﬁmz gj& igg Egﬁgg
: 250-500 N/mm2 | EN-GJMW-350-4 (GTW-35) FCMW330 EN-JM-1010
PIEREHSR Malleable cast iron (TMW, GTMB) 500-800 W/mm?2 | EN-GJWB-450-6 (GTS-45 FONW370 EN-OM-1140
ZILEZOLER Aluminium alloys
< 200 N/mm2 EN AW-AIMn1 A1050, A3030 EN AW-3103
FILIZULAEE EEM Aluminium wrought alloys < 350 N/mm?2 EN AW-AIMgSi A5052, A6061 EN AW-6060
< 550 N/mm2 EN AW-AIZn5Mg3Cu A7075 EN AW-7022
Si< 7% EN AC-AIMg5 ADC5,AC7A EN AC-51300
TIEZOLEER Y Aluminium cast alloys 7% <Si<12% EN AC-AISi9Cu3 ADC11,ADC12,AC2A EN AC-46500
12% <Si<17% GD-AISi17Cu4FeMg ADC14
mas Copper alloys
fa N Y=kt ) Pure copper, low-alloyed copper < 400 N/mm2 E-Cu 57 pure Copper, C2400 EN CW 004 A
=i Copper-zinc alloys (brass, long-chipping) < 550 N/mm?2 CuZn37 (Ms63) (2720,62801 EN CW 508 L
TR Copper-zin alloys (brass, short-chipping) < 550 N/mm2 CuZn36Pb3 (Ms58) €3560,C3710 ENCW 603N
T7ILZER Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm2 CuAI10Ni5Fe4 5210,06280 EN CW 307 G
5 3 Copper-tin alloys (tin bronze, long-chipping) < 700 N/mm2 CuSn8P LBC3 EN CW 459 K
REIE Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm2 CuSn7 ZnPb (Rg7) BC3 2.1090
: < 600 N/mm2 (Ampco 8
HHAEE Special copper alloys Z 7400 N/mm2 (s_\mppc o 45))
RTXIVLER Magnesium alloys
SESPING Magnesium wrought alloys < 500 N/mm2 MgAI6Zn 3.5612
SESPINE:S 3] Magnesium cast alloys < 500 N/mm2 EN-MCMgAI9Zn1 MC2A, MD1A EN-MC21120
=Bl Synthetics
EFELIERIRR Duroplastics (short-chipping) Bakelit, Pertinax
2] B Thermoplastics (long-chipping) PMMA, POM, PVC
R b iiE (BESEE<30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
iR (bR (S EE>30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
2 jS Special materials
T7774k Graphite C 8000
YO ATV-ER Tungsten-copper alloys W-Cu 80/20
EaME Composite materials Hylite, Alucobond
FIVER Titanium alloys
fhFy> Pure titanium < 450 N/mm2 Tit pure Titanium 3.7025
NN T <900 N/mm2 TiAl6V4 Ti-6AI-4V 3.7165
Fova® Titanium alloys = 1250 /mm? TAIAMoAS2 37185
T EEE INLNESE HEAS Nickel alloys, cobalt alloys and iron alloys
f=vTIlL Pure nickel <600 N/mm; Ni 99,6 pure Nickell 2.4060
— N el <1000 N/mm Monel 400 Monel 400, Hasteloy B 2.4360
e dated Nickel-base alloys <1600 /mm? Tnconel 718 Tnconel 718 24668
N N < 1000 N/mm2 Udimet 605
U EES Cabalt-tase alloys <1600 N/mm2 Haynes 25 5816 24964
BEAS Iron-base alloys < 1500 N/mm?2 Incoloy 800 Incoloy 800 1.4958
Hard materials
. 44 - 50 HRC Weldox 1100 SKT4
H . 50 - 55 HRC Hardox 550
3| =i, SEEMN. By High strength steels, hardened steels, hard castings | 55 - 60 HRC Armox 600T
4 60 - 63 HRC Ferro-Titanit SKD11
i 63 - 66 HRC HSSE




HEZ  YIHIERE /EEERE v, in m/min

Cutting Speed and Circumferential Speed v, in m/min

YYET 7 7Zs
Thread Cutting Technology

[T

JIS-7 w7 JIS-ERiEY VT
JIS Taps JIS Cold-forming taps
JIS-Rekord JIS-Rekord JIS-Rekord JIS-Rekord JIS-Rekord JIS-Rekord JIS-Enorm JIS-Enorm JIS-InnoForm | JIS-InnoForm
ﬁ:ll:% A-GJV A-GJV-IKZ B-Z B-Z-IKZN D-Z D-Z-1KzZ z Z-IKZ -SN-|
TICN TICN TIN TIN TIN TIN TIN TIN TIN-T1 TIN-T1
YW cr2s /23 B/4-5 B/4-5 C/2-3 C/2-3 /23 /23 c/2-3 cr2-3 | pAYWV
‘> E/O E/O E/Q/P E/O E/O/P E/O E/O0/P E/O E/OQ/P E/O &
RUEEE max. 2 X d4 max. 2 X dy max. 3 X dy max. 2 x d4 max. 3 X dy max. 3 x dy max.3xdy  [fUREE
TR H H H H TR
Thread depth Thread depth
and hole type || ) = . L 1) —— | and hole type
15-45 15-45 15-45 15-45 15-45 15-45 20-80 20-80
10-40 10-40 10-40 10-40 10-40 10-40 20 - 60 20 - 60
5-25 5-25 5-25 5-25 5-25 5-25 10-40 10-40
5-20 5-20 5-20 5-20 5-20 5-20 10-30 10-30
2-10 2-10 2-10 2-10
5-20 5-20 5-20 5-20 5-20 5-20 10-25 2 10-25 2 1.1
5-20 5-20 5-20 5-20 5-20 5-20 10-25 2 10-25 2 2.1 M
5-15 5-15 5-15 5-15 5-15 5-15 5-202 5-202 3.1
4.1
15-45 15-45
10-40 10-40
10-30 10-30 10-30 10-30 20 - 60 20 -60
10-25 10-25 10-25 10-25
10-25 10-25
10-20 10-20
15-45 15-45
10 - 40 10-40
15-40 15-40 15-40 15-40 15-40 15-40
15-40 15-40 15-40 15-40 15-40 15-40
10-30 10-30 10-30 10-30 10-30 10-30
5-30 5-30 5-30 5-30 20-40 20-40
20 - 60 20 - 60 20 - 60 20 - 60 40 - 80 40 - 80
5-25 5-25 5-25 5-25 20-40 20-40
5-25 5-25 5-25 5-25 20 - 40 20-40
5-15 5-15 5-15 5-15 5-20 2 5-20 2
5-15 2 5-15 2
5-10 2 10 2
5-15 2 5-15 2
5-10 2 5-10 2
5-10 2

N EONRDEEY YT I TSR TIT>TFEW

Cold-forming in through holes is possible only with external cooling/Iubrication

) IXILYay KA ERADSBE EBREEIRESNDIHENHDET
Restricted application possibilities with emulsion




™)
*

(&
|

EMUGE-Werk Richard Glimpel GmbH & Co. KG

Fabrik fiir Prazisionswerkzeuge
- Narnberger StraBe 96-100 - 91207 Lauf - GERMANY
.‘I j”' Tel +49 (0) 9123 /186-0 - Fax +49 (0) 9123 / 14313

i |lnfo@emuge de
j mvwembge de|
I'.'., ” ) ll . II \ |
1 i IgJI
A {“ |.u . '-'.".' 1




