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Screw connections are generally made so that they can be loosened again.
If an involuntary loosening of threads, especially under dynamic stress,
must be avoided it is often necessary to use additional locking devices.
In many cases, these are expensive, can be used once only, or react
critically to temperature changes.

With our special SELF-LOCK threading tools, we offer you an alternative
in thread locking technology and for screw connections exposed to the
danger of thread stripping.
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The normal case
Standard external thread in a standard internal thread

In standard screw connections, there is a high concentration of stress
on the first thread while load on the other threads is drastically reduced.
This is a natural result of the pitch differences between external and
internal threads.

The concentration of tightening force on the first few threads of a
standard thread often leads to stripping of the nut thread, especially

in soft workpiece materials.
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The ideal case
Standard external thread in a SELF-LOCK internal thread

A standard external thread in a SELF-LOCK internal thread

yields a self-locking screw connection that can be used repeatedly.
The special profile of the SELF-LOCK thread allows an even distribution
of stress over the whole thread length.
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EARTIO77)LP<0,7mm
Saw-tooth profile up to pitch P < 0.7 mm

The EMUGE SELF-LOCK internal thread

= The thread locking feature is integrated in the internal thread
= Modified profile with ramp surface in the direction of stress
= 30 degree ramp surface provides self-locking effect

= Easy assembly

= No assembly errors (forgetting the locking device) possible

= Use of standard external threads (screws)
with tolerance class “medium”

= Even distribution of stress over the whole thread length
= No stripping of threads

= Economically efficient locking system,
no additional components are necessary

= Undiminished holding power even under dynamic stress
= Repeated loosening and re-tightening without loss of function

= nternal threads can be produced with EMUGE taps,
cold-forming taps or thread milling cutters

= | arger thread hole diameters, i.e. increased tool life
for threading tools

= | arger tolerances for thread hole diameters

IL—4 EILzOvIR0
EMUGE SELF-LOCK thread

EREMAE7A774)LP>0,7mm
Standard profile from pitch P > 0.7 mm

HRU
Internal thread

HRLU
External thread

BERL
Standard thread

Internal thread

External thread
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Comparison of the tightening force in relation to time

Compared with standard threads, the EMUGE SELF-LOCK internal thread
shows undiminished holding power under dynamic stress. This remains
true even after repeated loosening and re-tightening of the thread
connection.

This locking effect is caused by the ramp-shaped surface integrated

[CE->TERINET, into the thread profile.
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RURSICHIZEHTH Comparison of load distribution over the thread length
ZXERUDIBE. O T ORI DOV DHhDRUILIC The concentration of the tightening force on the first few threads of a
ERITLH FICHENWVIEITIEFRUDA N yEY S standard thread often leads to stripping of the nut thread, especially in
BHEETDZENHDET, soft workpiece materials.
70y 7R UIEZFDOHIROENST T Bzl UaRIc The special design of the EMUGE SELF-LOCK internal thread creates
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a considerably more even distribution of stress over the whole thread
length. The first thread which is normally the most exposed to the
danger of stripping is relieved, while the deeper, less exposed threads
bear a little bit more of the natural stress.

50%

ETL—
EMUGE SELF-LOCK thread

[

z S

o N N

E . SQ == &£l

E 30% — So Standard thread

3 S

) ~

@ 2% >~

o ~
=2
‘E 10% — T~
=

T EL7EYIR0

~ —
—
—
—
.
e

0%

FaU L% / No. of threads

EMUGE
[FRANKEN]



A== evoavy - 923851500 VAT L - SELF-LOCK - The Integrated Thread Locking System

EIL7Ovy IR UEY—ILDOESE
IL—7 EIL70v TR0 LK DESTEESN. FEIC

RUYAXDRIICRTEENET,
BT BIUVTT DESIFRLDAMRZERLET,

PED A TIERD D DIRFAREIN I ARICE>T ENZ
NITYTDIATEELTLIEE,

i -
ILA—45 EIL7O0v7R0 IEEDRAEY YT M8

EMUGE — Enorm 2-Z/E LK-M8-BT

i :
IA—7 BIL7AvoR U EhE4Y v/ M8x0,75
NI ABEERUAAABHIRTDIBE

EMUGE — Rekord 1B-VA LK-M8x0,75-TT
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i :
ILA—7 EIL7AvoR0 by 45— 2xD M8

EMUGE — GSF-VHM-2xD-IKZ-HB LK-M8-BT

i :
ILA—7 BIL7AvoR0 by 45— 2xD M8
HEO A E NI ABRERUAAABAIRTDBS

EMUGE — GSF-VHM-2xD-IKZ-HB LK-M8-TT

Designation of the EMUGE SELF-LOCK threading tools

The EMUGE SELF-LOCK profile is designated by the letters “LK”.
They are always printed before the thread size.
The abbreviation BT or TT is appended to the thread denomination.

The choice of a suitable tap type for blind or through holes must be
made independent of that.

Example:
EMUGE SELF-LOCK blind hole tap M8

EMUGE — Enorm 2-Z/E LK-M8-BT

Example:
EMUGE SELF-LOCK through hole tap M8x0.75
with screw-in direction opposed to thread direction

EMUGE — Rekord 1B-VA LK-M 8x0.75-TT

The design of a thread milling cutter is specified according to the
required functions (drilling, countersinking, thread milling).

Example:
EMUGE Thread milling cutter with countersinking step 2xD M8

EMUGE — GSF-VHM-2xD-IKZ-HB LK-M8-BT

Example:
EMUGE Thread milling cutter with countersinking step 2xD M8
with screw-in direction opposed to thread direction

EMUGE — GSF-VHM-2xD-IKZ-HB LK-M8-TT

==
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EREDOAMICDOWVWT Specifying the direction of the ramp surfaces
Z7A77ILOEHNE IR UAHAE (BROHD D HE) The ramp surfaces must be inclined in the screw-in,
ZAWTWARENBDET, i.e., the load direction.
EREDAM "%BMEE" Direction of the ramp surface: “backwards”
e g Ny T —)\— Designation: Back Taper
Elv=g BT Abbreviation: BT
ERB : = [FEDIR Application case: = Blind hole threads
s EDNTINIAMERUAHS = Through hole threads with
mAAREUDEHE screw-in direction equal to

thread cutting direction

—

A\

s ES=—=
‘ )
1
EREDAM : "REE" Direction of the ramp surface: “forwards”
B Ny 77—/ — Designation: Top Taper
E=g T Abbreviation: T
E B EDNTIITARERUAHT Application case: = Through hole threads with
MNRNDZE opposite screw-in and

cutting direction
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Please note:

(material, lubrication, machine etc.).
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The suitability is marked as follows:
- Threading tool is very suitable

- Threading tool is suitable

‘5 = suitable coolant-lubricant
E = Emulsion
0 =Thread cutting oil
P = Thread cutting paste

Product finder and cutting data

= DIN form / threads (chamfer length)

mw = DIN form / threads (lead taper length)

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

AR U

TV —3y - wEs
Applications — material

Cold-extrusion steels,

5lERDEE
Tensile Strength

HRHIA 451 (DINfHE)
Material examples

Cq15

BHIM B ISTH)
Material examples

SPC, SPH, S5400, STKM,

SRR R Construction steels, <600 N/mm2 $235JR (St37-2)
REISH Free-cutting steels, etc. 10SPb20 SUM22, SWRCH, SWRM
SIS AR R Construction steels, E360 (St70-2)
B Cementation steels, < 800 N/mm2 16MnCr5 S%ﬁf'sﬁggégcsrﬁh?d
# Steel castings, etc. GS-25CrMo4 ’ '
Cementation steels, 20MoCr3 SACM, SCM415H,
Heat-treatable steels, < 1000 N/mm2 42CrMo4 SCM440H, SCMn, SCPH,
Cold work steels, etc. 102Cr6 SCr440H, SUJ2
Heat-treatable steels, 50CrMo4
Cold work steels, <1200 N/mm? X45NiCrMod SCMAZoH, Sl SKS,
Nitriding steels, efc. 31CrMo12 '
3 High-alloyed steels, X38CrMoV5-3
A2 TEMSHSME) Cold work stoeks < 1400 N/mm? X100CrMoV8-1-1 SKDIZ JXOP1, SKT,
ST EHREBELEA) Hot work steels, etc. X40CrMoV5-1 '
ATVLA Stainless steel materials
11 |7z 54bNILTVHAE Ferritic, martensitic < 950 N/mm?2 X2CrTi12 SCS, SUS420J2, SUS403
M| 21 [#—2F7+A Austenitic < 950 N/mm?2 X6CrNiMoTi17-12-2 SCS, SUS304, SUS316
31 [A—RFTFANTzSAb TR, FHBEER Austenitic-ferritic (Duplex) < 1100 N/mm?2 X2CrNiMoN22-5-3 SUS329J3L, SUS630
41 | A—RTFHANT7F4 R EEER Austenitic-ferritic heat-resistant (Super Duplex) < 1250 N/mm?2 X2CrNiMoN25-7-4 SUS329J4L, SCS14A,
. . . 100-250 N/mm?2 EN-GJL-200 (GG20) FC200
29 sk Cast iron with lamellar graphite (GJL) 250-450 N/mm?2 EN-GJL-300 (GG30) 0300
N . . . 350-500 N/mm?2 EN-GJS-400-15 (GGG40) FCD400
TV Ak Cast iron with nodular graphite (GJS) 500-900 N/mm?2 EN-GJS-700-2 (6GG70) FoD700
— . . . . - 2
NZF 25—k Cast iron with vermicular graphite (GJV) 288;88 wmmz gj¥ 2gg Egﬁgg
. 250-500 N/mm? EN-GJMW-350-4 (GTW-35) FCMW330
P18 i Malleable cast iron (GTMW, GTME) 500-800 N/mm? | _EN-GJMB-450-6 (6T5-45 FCMW370
SN Aluminium alloys
< 200 N/mm2 EN AW-AIMn1 A1050, A3030
FIEZOLER EBET Aluminium wrought alloys < 350 N/mm2 EN AW-AIMgSi A5052, A6061
< 550 N/mm? EN AW-AIZn5Mg3Cu A7075
Sis 7% EN AC-AIMg5 ADC5, AC7A
FIIZULEE #HY Aluminium cast alloys 7% < Si<12% EN AC-AISi9Cu3 ADC11,ADC12, AG2A
12% < Si< 17% GD-AISi17Cu4FeMg ADC14
HEE Copper alloys
HiE (B & Pure copper, low-alloyed copper < 400 N/mm2 E-Cu 57 #ifi g, C2400
B Copper-zinc alloys (brass, long-chipping) < 550 N/mm? CuZn37 (Ms63) (€2720,62801
REIE R Copper-zinc alloys (brass, short-chipping) < 550 N/mm2 CuZn36Pb3 (Ms58) £3560,C3710
TILZER Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm2 CuAI10Ni5Fe4 £5210,C6280
il Copper-tin alloys (tin bronze, long-chipping) < 700 N/mm2 CuSn8P LBC3
RH S Copper-tin alloys (tin bronze, short-chipping) <400 N/mmg CuSn7 ZnP%(Rgﬂ BC3
) < 600 N/mm (AMPCO® 8]
HAEE Special copper alloys = 1400 N/mm2 (S\MPCO® 45))
SESPIN Magnesium alloys
NI lagnesium wrought alloys < 500 N/mm2 MgAI6Zn
FOESPIN-Y~ /] lagnesium cast alloys < 500 N/mm2 EN-MCMgAI9Zn1 MC2A, MD1A
AR Synthetics
2B (L e Duroplastics (short-chipping) Bakelit, Pertinax
AR e Thermoplastics (long-chipping) PMMA, POM, PVC
il SR B (it =75 = <30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
iR LI B (Mt =5 8 >30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
AR Special materials
727714k Graphite C 8000
YV RATV-iaE Tungsten-copper alloys W-Cu 80/20
EaE Composite materials Hylite, Alucobond
FIVEE Titanium alloys
HWFy> Pure titanium < 450 N/mm2 Til MFH>
VN S < 900 N/mm?2 TiAl6V4 Ti-6AI-4V
Fy as Titanium alloys = 1250 N/mm? TiAl4Mo4Sn2 TiAlN4S2
—vIVEES INNEES $EES Nickel alloys, cobalt alloys and iron alloys
W=yl Pure nickel < 600 N/mm2 Ni 99,6 ﬂ; vilb
— A I < 1000 N/mm?2 Monel 400 EXRJL 400
s lal Nickel-base alloys <1600 N/mm? Inconel 718 EREI NI
. N < 1000 N/mm? Udimet 605 Udimet 605
INILRNEESR Cobalt-base alloys = 1600 N/mm? Haynes 25 AT X 25
BESS Iron-base alloys < 1500 N/mm?2 Incoloy 800 + >0 800
B Hard materials
. 44 - 50 HRC Weldox 1100 SKT4
H , 50 - 55 HRC Hardox 550 J\—Rwv 2 Z550
3| BREMN. SEEN. S High strength steels, hardened steels, hard castings 55 - 60 HRC Armox 600T SKD61
4 60 - 63 HRC Ferro-Titanit SKD11
5 63 - 66 HRC HSSE R 5
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Taps

HEyv7
Cold-forming taps
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Thread milling cutters

La—k|La—k[La—R| La=kK | 4/=4 |«4/=b]«/—4 Rebys | Rejys GSF GF
B-VA | B-VA | B-VA A-GG AL 73 ZE STEEL | STEEL-SN
NT TN | 6L NT 6LT-8 TIN TIN TIN
CVYVV | Bras | B/as | B/45 | Cr23 | C/23 | E/152 [E/152 [pAVYVYV ] 23 | c/23
7)) E/O/P | E/O/P | E/O/P E E/0 | E/0/P | E/O/P | @) E/0/P | E/O/P MR Tasr=hiEn
Cutting speed Feed per tooth
nRUFRE max. 3 x dy max. 2 xdy | max.2,5x dy max. 3 x dy nRUFRE max. 3 x dy v in m/min £ inmm
VANIZ7 VANIZVN ¢ z
= O OO0 U e OO
and hole type and hole type uncoated TICN odl<4mm pdy<8mm |gdy>8mm
5-25 | 15-45 | 15-45 5-25 | 15-45 20-80 | 20-80 | 40-100v | 80-250 |0,005-0,04| 0,04-007 | 005-0,15
5-20 | 10-40 | 10-40 5-20 | 10-40 20-60 | 20-60 | 30-80 | 60-150 |0,005-0,04| 0,04-007 | 005-0,15
2-15 | 5-25 | 5-25 2-15 | 5-25 10-40 | 10-40 | 20-60 | 40-120 |0,005-0,03| 0,03-0,05 | 0,04-0,12
5-20 | 5-20 2-10 | 5-20 20-60 | 40-120 |0,003-0,02| 0,02-0,05 | 0,04-0,12
20-60 | 40-120 |0,003-0,02| 0,02-0,05 | 0,04-0,12
10 | 5-20 | 5-20 2-10 | 5-20 102570 10-251 40-120 [0.003-0,03] 0.03-005 | 004-012 | 1.1
10 | 5-20 | 5-20 2-10 | 5-20 10250 10-251 40-120 [0.003-0.03] 0.03-0.05 | 0.04-012] 21 |M
5-15 | 5-15 5-15 30-80 [0.003-0.02] 0,02-0.05]0.04-0.10| 3.1
30-60 [0.003-0.02] 0.02-0.04 | 0.03-0.08 | 4.1
10-25 80-140 | 100 - 200 0.04-007 | 0.05-0.15
10-20 80-140_| 100 - 200 0.04-0.07 | 0.05-0.15
5-20 | 10-30 | 10-30 60-120 | 80-200 0.04-0.07 | 0.05-0.15
60-120 | 80-200 0.04-0.07 | 0.05-0.15
60-120 | 80-200 0.04-0.07 | 0.05-0.15
60-120 | 80-200 0.04-0.07 | 0.05-0.15
60-120 | 80-200 0.04-0.07 | 0.05-0.15
60-120 | 80- 200 0.04-0.07 | 0.05-0.15
15-40 100 - 250 | 150 -400 | 0.01-0.05 | 0.05-0.08 | 0.07-020
15-40 100- 250 | 150-400 | 0.01-0.05 | 0.05-0.08 | 0.07-0.20
15-40 100 - 250 | 150 -400 | 0.01-0.05 | 0.05-0.08 | 0.07-0.20
15-40 15-40 20-60 | 20-60 | 150-250 | 150 - 400 | 0.01-0.05 | 0.05- 0,08 | 0.07-0.20
15-40 20-60 | 20-60 | 150-250 | 150 -400 | 0.01-0.05 | 0.05-0.08 | 0.07-0.20
10-30 100-200 | 0,01-0,05 ] 0.05-0,08 | 0,07-0.20
5-20 | 5-30 20-40 | 20-40 | 100-250 | 150 - 400 |0,008-0.05] 0.05- 0,08 | 0.07-0.20
10-40 | 20-60 | 20-60 20- 60 40-80 | 40-80 | 100-250 | 150 - 400 |0.008-0.05] 0.05-0.08 | 0.07-0.20
100-250 | 150 =400 [0.008-0.05] 0.05-0.08 | 0.07-0.20
5-25 60-150 | 100 -250 |0,008-0.04] 0.04-0,07 | 0.05-0.15
10 [ 5-2% 5-25 60-150 | 100 - 250 |0,008-0.04] 0.04-0.07 | 0.05-0.15
10 [ 5-25 80-200 | 100 -250 |0.008-0.04] 0.04-0.07 | 0.05-0.15
40-80 [0.003-0.02] 0.02-0.05] 0.04-0.15
30-60 [0.003-0.02] 0.02-0.05] 0.04-0.15
150 - 250 | 150 - 400 | 0,01-0,05 | 0.05-0,08 | 0,07-0.20
150 - 250 | 150 - 400 | 0.01-0.05 | 0.05-0,08 | 0,07-0.20
60-150 | 100-400 | 0.01-0.05 | 0.05-0.10 | 0.08-0.25
60 -150 | 100 - 400 | 0.01-0.05 | 0.05-0.10 | 0.08-0.05
80-120 | 0.01-0.05 | 0.05-0.10 | 0.08-0.25
80-120 | 0.01-0.05 | 0.05-0.10 | 0.08-0.25
100 - 200 0.04-007 | 008-025
15-40 | 30-60 0.02-0.04 | 0.03-0.08
5-15 15-50 | 30-80 [0.003-0.03] 0.03-0.05 | 0.04-0.10
15-50 | 30-80 [0,003-0.03] 0.03-0,05] 0,04-0.10
15-40 | 30-60 [0.003-0.02] 0.02-0,04 | 0.03-0.08
30-60 |0,003-0.02] 0.02-0,04 ] 003-0.08
30-60 [0.003-0.02] 0.02-0.04 | 0.03-0.08
30-40_[0.003-0.02] 0.02-0.04 | 0.03-0.08
30-60_[0,003-0.02] 0.02-0,04 | 0,03-0.08
30-40_[0,003-0.02] 0.02-0.04 | 0.03-0.08
30-40_[0.003-0.02] 0.02-0.,04 | 0,03-0.08
30-60 0.015-0.04] 0,03-0.08
30-60 0.015-0.04] 0.03-0.08 H
4
5
) IV 2 OBE BRI HIRSNGSANBOET 9

Restricted application possibilities with emulsion
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LK-M 4%

P <0,7mm

lzOvI-ANUy 2Bl ITL—T31&
Metric SELF-LOCK coarse thread, EMUGE standard

DIN
3n

VA
ZFVLA

GG

I3
2 O
ad \
A—7>7 - Coating NT TN )| GT ) NT )
T E58# - Cutting material HSSE )| HSSE )|  HSSE | HSSE |
BifriE=R
Technical information
ad=lt YV | B/45 )| B/as )| B/45 ) /23 )
s @ | Eso/p )| E/o/p )| E/O/P ) E )
max. 3 x dy max. 2 x dy
RURSER 7] i
Thread depth and hole type n n
P 1.1-31 1P [1.1-441 P 11441 ) K 11-2
N w 1421 )0 1431 )M 1131 )
TIVTr—ay - #HHIE .
Applications — material »E8-9 K21 J|K2i JK 21 J
N (22,256 J|IN 22,256 N (22 )
T BRI - Tool ident B0203000 B0203100 B020C300 B0102000
| Lad—K Lad—K Lad—R Lad—K
HAZ 1B-VA 1B-VA 1B-VA 1A-GG
0 dq P { BUE NT TIN GLT-1 NT
mm mm l4 lo I3 0 dy m -A
LK-M 3} 0,5 56 1 18 31 2,7 2,7 .1046
4 0,7 63 13 21 45 3,4 3,55 .1048 ¢}
) 0,8 70 15 25 6 4,9 4,4 1050 L] e} o e}
6 1 80 17 30 6 49 5,2 .1052 L] [ J O [}
8 1,25 90 20 85 8 6,2 7 .1054 L] L] o L]
10 15 100 22 39 10 8 8.8 .1056 ° e o e
DIN
376
h
2 O
) ™ D N
= | s I_
T ERFE - Tool ident 0203000 0203100 €020C300 €0102000
f Lad—Rk L3d—R Lad—R La—Rk
HA4Z 2B-VA 2B-VA 2B-VA 2A-GG
0 d4 P { BIE NT TIN GLT-1 NT
mm mm l4 lo 0 dp m -A
LK-M 12 1,75 110 24 9 7 10,7 1058 ° L] o e}
14 2 110 26 1Al 9 12,5 .1059
16 2 110 27 12 9 14,5 .1060 [} [} o (e}
20 2,5 140 32 16 12 18 .1062 [} e}
24 o) 160 34 18 145 21.5 .1064 (e}

o B

Z3ESH - Ordering example: B0203000.1050



JL7OYY X4y - SELF-LOCK Machine Taps 2MUGE

60° 90° AL Z
FZILZE® voamT
<
’l I" 371
- MV Y@l -
P <0,7mm
EIL7O0v7-AN)voiiBRU ITL—THRE
Metric SELF-LOCK coarse thread, EMUGE standard
i
I3
I O
& \
d—F % - Coating GLT-8 ) TIN
T E%# - Cutting material HSSE ) HSSE )|  HSSE |
.
B . R45 R&5 || R4 |
Technical information
an=lg 29V | c/23 ) E/152 | E/152 |
tou @ | E/0 ) E/0/P )| E/0/P )
max. 2,5 X d4 max. 3 x dy
RURSER
Thread depth and hole type
|| | |
N 1.1-4 ) P 1.1-41 1P 11.1-41 ]
N w 1121 )M 1131 )
TV — 3y - wEIM .
Applications — material »E8-9 N 21 J|N (146 )
N 21-2,24-5
S 1A J
T ERIE - Tool ident B050S800 B0513500 B0513700
] A/ —LI M/ =LA A/ —LA
/ H1X 1-AL 1-Z/E 1-Z/E
g dq p i) GLT-8 TIN
mm mm l4 lo I3 0 dyp m cA &
LK-M 3l 0,5 56 6 18 35 2,7 2,7 .1046 (] (] (e}
4 0,7 63 7 21 45 3,4 3,55 .1048 [ J ® (e}
5 0,8 70 8 25 6 49 4,4 .1050 [ J [ J (e}
6 1 80 10 30 6 49 52 1052 [ J [J [}
8 1,25 90 14 35 8 6,2 7 1054 ([ ) )
10 15 100 16 39 10 8 8.8 .1056 [ ] [] ]
DIN
376
i
I O
T ERE - Tool ident €0513500 €0513700
] A/ =LA A/ —LA
/i UE P 2-7/E 2-7/E
0d P : ] TIN
mm mm l4 lo 9 dy m il &
LK-M 12 1,75 110 18 9 7 10,7 .1058 o [}
14 2 110 20 11 9 12,5 1059
16 2 110 22 12 9 14,5 .1060 [} [}
20 2,5 140 25 16 12 18 .1062 (e} e}
24 8 160 30 18 145 21.5 .1064 o O
o - IZEEER 11
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A=\ = wwonyy ss5 v - SELF-LOCK Cold-Forming Taps

60° 90° STEEL
T
N\ A ' 2174
LK-M 4. o
P <0,7mm
EIL7O0v7-AN)yViiBRU ITL—THRE
Metric SELF-LOCK coarse thread, EMUGE standard
It
I3
lo O
\
d—F % - Coating N )
T BE&# - Cutting material HSSE | HSSE |
BTG
Technical information
anz=ly VY| _c/23 ) cr23 )
s @ | Eso/p )| E/0/P )
max. 3 X dy
RURS ERFR il
Thread depth and hole type n
P 1131 P 1131 ]
11212 )|V 11212 )
TV —ay - #HEIE \ N 1.4-521-2 ||N 14-521-2 |
Applications — material »E8-9
T EARE - Tool ident B0911400 B0921400
I Rybyo | Rolbys
HAZ 1-STEEL | 1-STEEL-SN
0 4 P f ] TIN TIN
mm mm l4 lo I3 g dy m d‘ B
LK-M 3} 0,5 56 1 18 315 2,7 2,85 .1046 [} ()
4 0,7 63 13 21 4,5 3,4 3,8 .1048 L] [ J
B 0,8 70 15 25 6 49 4,8 .1050 L] L]
6 1 80 17 30 6 49 57 .1052 ) ®
8 1,25 90 20 85 8 6,2 7,6 1054 [} ()
10 1.5 100 22 39 10 8 95 .1056 ° (]

) IV aVERDOEBEBRANHIRINGGEENHDET,
Restricted application possibilities with emulsion

R TRETNIZTAE BERFEAEDT—ATHRUNEDAEERIFT
EEIHERATEPLT—IDI Y TRE. THRINIICERY 58ER U ILDIREE
REICEBI RN ENFIHRE T,

TEHFMERAEIDICE. TARZDURECT DI ENEWRT —RIFHDET
ML HRU/NBENMEESNIERERICAD I EZERIICHER LTSV,
TILZEDREDFHIFTEYF P> 1 mm DBAE. TRNEZ 0,056 mm F2E/NS<T
BT EEHBLUES,

ER. TARRBZENZNOMIRG CTAN LRI T 2HENHDF I, I TEREIC
SO TFHERETIFEOHRL/INEAEICASBVE WS —RABEOTIFHDFE
P ZFDESBRIZERIETANNCE > TZEDNITICRBELR T NEZ R DT 2HED
HHET,

The recommended preparatory diameters enable a cold-formed minor diameter of the thread
within tolerance. Preconditions include a stable clamping of tool and workpiece as well as solid
carbide twist drills which are new or as good as new.

In order to optimize tool life, larger thread hole preparatory diameters may be used. But it is
necessary to ensure that the minor diameter of the thread complies with the tolerance.

We recommend a smaller preparatory diameter by 0.05 mm for difficult to form materials (such as
aluminium cast alloys) for P > 1 mm.

The recommended preparatory diameters were carefully determined and tested in the field.

In rare cases it may happen that the recommended preparatory diameters do not provide the
desired minor diameter of the internal thread. In such cases the suitable preparatory diameters
must be determined in tests.

"

Z3ESXH - Ordering example: B0911400.1046



JL70v % 1 UEI0 A4 — - SELF-LOCK Thread Milling Cutters with Countersinking Step 2MUGE

60°
\ 4
LK- M I BT
n . . RH + LH
IOy I-AM)y Vit BRU ITL—T 1K
Metric SELF-LOCK coarse thread, EMUGE standard —
Z3-74 | DING6535 ;
/’} o HB (B3
-9 ﬁ, HE (=3
™ i & HAlj
- i’v 120° ) l
—[] i
. \
I3
TIVr—ay - #HEIE \ P1151  K11-42 | N 115216
T ) »E8-9
Applications — material N 31-2 1 N41-252 | S11-3 )
RURES
Thread depth 2 x D
T ERYE - Tool ident GF333101 GF333701
GSF-VHM GSF-VHM
14X 2xD 2xD
) P Z RIE IKZ-HB IKZ-HA
mm mm 4 lo I3 0 d4 0do 0 ds I (3‘];&)
LK-M 5 08 55 10,7 36 4 6 53 11,1 3 .1050 ° ®
6 1 62 12,4 36 48 8 6,3 12,8 3 .1052 ° °
8 125 74 16,7 40 6,5 10 8,3 17,3 3 1054 ° °
10 15 80 20,1 45 8,2 12 10,3 20,7 3 .1056 ° °
12 175 90 252 45 99 14 12,3 259 4 .1058 ° °
TICN
TV — 3> - wEIM \ PAISAT) V1141 ) KAG42
O ) »E8-9
Applications — material N1162 | S1126 | H 112 )
RURS
Thread depth 2 X D
T ERYE - Tool ident GF333106 GF333706
GSF-VHM GSF-VHM
U 2xD 2xD
) P Z RE IKZ-HB IKZ-HA
mm mm I ly I3 9 d 9 dy 9 dg Is %D TICN TICN
LK-M 5 08 55 10,7 36 4 6 53 11,1 3 .1050 ° °
6 1 62 12,4 36 48 8 6,3 12,8 3 .1052 ° °
8 125 74 16,7 40 6,5 10 83 17,3 3 1054 ° °
10 15 80 20,1 45 8,2 12 10,3 20,7 3 .1056 ° °
12 175 90 252 45 9.9 14 12,3 259 4 .1058 ° °
HHRRICEIGRUET
Other sizes upon request
o = EEEEMR 13
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A=\ LIL3= w70y naitnhys— - SELF-LOCK Thread Milling Cutters

‘E’ VHM
\ A
L K- M D1} —J
\ 1w » . RH + LH
IOy 7-XA8M)y Vit BRUC ITL—71HE
Metric SELF-LOCK coarse thread, EMUGE standard - !
DIN 6535
HB (&3
HE (=3
HAC D
)
: i)
—
S, (e — s i
Io ‘ I3 !
h | " |
TTVT =23y - WHEIM wE 8-9 PA151 | K1142 | N 115216
Applications — material N(3.1-2 ) N41252 | S{11-3 J
GF-VHM GF-VHM
P 0 Dpin. 9 dy z IKZ-HB IKZ-HA
mm mm mm 0dy I o I3 G4
1 14 99 10 70 16,4 40 4 GF163211.9757 ° GF163811.9757 °
1 16 11,9 12 80 20,4 45 4 GF163121.9757 ° GF163721.9757 °
1,5 14 99 10 70 17 40 4 GF163211.9664 ° GF163811.9664 °
1,5 16 11,9 12 80 215 45 4 GF163121.9664 ° GF163721.9664 °
2 22 15,9 16 90 26,7 48 5 GF163131.9705 ° GF163731.9705 °
3 30 19.9 20 105 34,1 50 5 GF163151.9767 ° GF163751.9767 )
TICN
FIUr— 3y - gt wB8-9 PAFSEIT) V1141 ) K@AFE2T
Applications — material N@3527) s @ 26 HiAd2 )
GF-VHM GF-VHM
P 9 Dinin. 9 dy z IKZ-HB IKZ-HA
mm mm mm 0do l4 lo I3 (BE:4) TICN TICN
1 14 99 10 70 16,4 40 4 GF163216.9757 ° GF163816.9757 °
1 16 11,9 12 80 20,4 45 4 GF163126.9757 ° GF163726.9757 °
1,5 14 99 10 70 17 40 4 GF163216.9664 ° GF163816.9664 °
1,5 16 11,9 12 80 215 45 4 GF163126.9664 ° GF163726.9664 °
2 22 15,9 16 90 26,7 48 5 GF163136.9705 ° GF163736.9705 °
3 30 19.9 20 105 341 50 5 GF163156.9767 ° GF163756.9767 °
BHRRICONSERUET

Tools for different thread pitch upon request

"

Z3ESCH - Ordering example: GF163211.9757



)70y kRUED/1EED 4 — - Thread Gauges Go/No-Go for SELF-LOCK Threads

LK-M 7.

P <0,7mm

lzOvI-ANUy 2Bl ITL—T31&
Metric SELF-LOCK coarse thread, EMUGE standard

EMUGE

B — R T L— 4 R =
Gauge dimensions acc. EMUGE standard )
TERE - Tool ident L0100100
G-GR-LD
14X
0 dy P RIE
mm mm
LK-M 3 05 1046 °
4 07 1048 °
5 08 1050 °
6 1 1052 °
8 1,25 1054 °
10 1,5 .1056 °
12 1,75 1058 °
14 2 .1059 °
16 2 .1060 °
20 25 .1062 °
24 3 1064 ®

ILL—5 ©7OYIRLOT—IVY

IL—7 I70vI7RUCBIEZRAWTIIUL/ LDy —
VIR EROILA— w70y IR UARRT — VD INE
T BEDRUEREKE EBD/IEEDT—Y DA EbETE

BWerEirEd,

IL—7 EIL7Ay 7R UDBIEILDIN ICREBESNDESBHE
IR TIFRWH it DR DRI L IFRFAMEBEIERD £, D
TeHIEER T — IV T DichHICiFERDOT — I EHENLTEK
REHBHDEY,

/N 77N

/o

14

T=I27DREGEBEDRUDBEEERNICIEIRUTIHN
BO/ERD T -V HIEREEETARAZEDEIRENHD
FeHEBHDETT,

RUYIbh Ay —ThIEhicUDBE. S5ICTA—4 HRPG
T—=ITOEMF VI EHRELUTWETHRPGT — (HERIE
DO TFiHEHEFTvIT2HDOTIERNAEDREBRAICHRENT
ED

The gauging of the EMUGE SELF-LOCK thread

We recommend using our two-piece gauge system which corresponds to the
usual combination of go and no-go gauge and is perfectly sufficient for the
gauging of the thread, provided that the LK threads were produced with our
true-to-profile EMUGE taps.

There is no generally applicable standard (e.g. DIN standard) for the EMUGE
SELF-LOCK thread, so other manufacturers may use different limit sizes for
their threads. For this reason, we recommend gauging EMUGE SELF-LOCK
threads exclusively with EMUGE SELF-LOCK gauges.

N P>0,7 mm N
i
The gauging of the saw-tooth profile works on the same principle, with the

only difference that both the go and the no-go plug gauge have to be used in
the correct direction.

77N

4

If chasers or thread milling cutters are used, we recommend using an
additional EMUGE HRPG gauge. This gauge serves to check the lower
ramp point or possible ramp angle errors.

o = IRHEFER
O =BEVEDLER
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