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Cut&Form - Production of internal threads by a combination
of machining and cold forming

The internal thread production system Cut&Form is a combination of
machining and cold-forming processes which each produce a specific
part of the thread profile.

Advantages

e Strengthened threads and increased long-term resistance
e Cold forming of large threads with coarse pitch

e Cold forming of threads in difficult materials

e Production of a narrow-tolerance minor diameter
without space pocket

e Extra smooth thread surfaces
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Cold-forming taps Cold-forming taps Cold-forming taps Cold-forming taps with
with reinforced shank with reduced shank with extra long shank long flutes and long shank

-

Driick 1 Driick 2 InnoForm 1-LS InnoForm 2-LF3

InnoForm 1 InnoForm 2 InnoForm 2-LS InnoForm 2-LF4
R— - Page
318 - 325 327 - 330 326, 331 332 - 333
334 - 335 336 - 339
340 - 341 342 - 343
344 - 345 346 - 347
348 - 349
350
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Coolant-lubricants 300 - 301
IYVTITIRTVI 7Y 202 304

Special shank extensions
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Application recommendation
and cutting data

Please note:

The 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.).

NYVN = DIN form / threads (iead taper length)

The recommended circumferential speeds are related to a nominal
thread diameter of 10 mm.

International comparison of materials, see page 764 - 785

TEFERE - HREIA

Applications — material

5lERDEE
Tensile Strength

ATEBI(DINt)
Material examples

HEHJISAH)

Material examples

Cold-extrusion steels, Cq15

Construction steels, <600 N/mm2 S235R (SB7-2) P S o0, ST,
Free-cutting steels, efc. 10SPb20 ' '
Construction steels, E360 (St70-2)

Cementation steels, < 800 N/mm2 16MnCr5 8350'8865‘?:'3;(:81?\/'52""{'_30'\/'”'
Steel castings, etc. GS-25CrMo4 n=ss,

Cementation steels, 20MoCr3

Heat-treatable steels, <1000 N/mm?2 42CrMod A, SO Soor
Cold work steels, etc. 102Cr6 ' ' '
Heat-treatable steels, 50CrMo4

Cold work steels, <1200 N/mm?2 X45NiCrMo4 SCM445H, SKH, SKS, SKT, SUP
Nitriding steels, etc. 31CrMo12

High-alloyed steels,
Cold work steels,
Hot work steels, etc.

SaRf
G ITEM(SHEEA)
AETEHGEEA)

< 1400 N/mm2

X38CrMoV5-3

X100CrMoV8-1-1

X40CrMoV/5-1

SKD12, SKD61, SKT, SUH, SKH

Stainless steel materials

11 [z 54bTILTVHAH Ferritic, martensitic

< 950 N/mm2

X2CrTi12

SCS, SUS420J2, SUS403

A=XTFAh Austenitic

< 950 N/mm2

X6CrNiMoTi17-12-2

SCS, SUH, SUS304, SUS316

31 [A—RTFINTi5TF % TEELR Austenitic-ferritic (Duplex)

< 1100 N/mm?2

X2CrNiMoN22-5-3

SUS329J3L, SUS630,15-5PH

41 [A—RFTFAN7Z1 ZIE%, @R

Austenitic-ferritic heat-resistant (Super Duplex)

< 1250 N/mm2

X2CrNiMoN25-7-4

SUS329J4L, SCS14A,

E 2 -GJL-
19 sk Cast iron with lamellar graphite (GJL) ;ggigg wmmz E“gjtggg Egggg; Egggg
51k Cast iron with nodular graphite (GJS) gggggg wm% i’\:\‘%{]ss%%;s ((GGgGG;O(;) Egg?gg
B 2
INZF 25—k Cast iron with vermicular graphite (GJV) iggggg wmmz gjx igg Egzigg
. 250-500 N/mm2 | EN-GJMW-350-4 (GTW-35) FCMW330
IR Malleable cast iron (GTMW, GTMB) - S00NmmZ |~ EN-GIMB-Io0- (TSae, FCMW370

TFILEZULEE Aluminium alloys

< 200 N/mmZ2 EN AW-AIMn1 A1050, A3030
FIEZULEE EEM Aluminium wrought alloys < 350 N/mm2 EN AW-AIMgSi A5052, A6061
< 550 N/mmZ2 EN AW-AIZn5Mg3Cu A7075
Si< 7% EN AC-AIMg5 ADC5, AC7A
FILEZULER $#HY Aluminium cast alloys 7% < Si < 12% EN AC-AISi9Cu3 ADC11, ADC12, AC2A
12% < Si< 17% GD-AISi17Cu4FeMg ADC14
iE® Copper alloys
[N ) Pure copper, low-alloyed copper < 400 N/mm2 E-Cu’57 3R, C2400
] Copper-zinc alloys (brass, long-chipping) < 550 N/mmZ2 CuZn37 (Ms63) (2720,G2801
EEIEST] Copper-zinc alloys (brass, short-chipping) < 550 N/mm2 CuZn36Pb3 (Ms58) €3560,C3710
FZILZEH Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm2 CuAl10Ni5Fe4 €5210,C6280
S Copper-tin alloys (tin bronze, long-chipping) < 700 N/mm2 CuSn8P LBC3
REE 3 Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm2 CuSn7 ZnP%(Rg?) BC3
. < 600 N/mm2 AMPCO® 8
HHRE® Special copper alloys < 1400 N/mm2 (,(L\MPCO® 45))
SESPIN Magnesium alloys
SESPINCY- Magnesium wrought alloys < 500 N/mm2 MgAI6Zn
SESPINCES 1] Magnesium cast alloys < 500 N/mm2 EN-MCMgAI9Zn1 MC2A, MD1A
a & Synthetics
gL IR Duroplastics (short-chipping) Bakelit, Pertinax
e Thermoplastics (long-chipping) PMMA, POM, PVC
HAE R LB s (M =5 = <30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
fER LI AR (B ST E>30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
il Special materials
72774k Graphite C 8000
I ATV-HEE Tungsten-copper alloys W-Cu 80/20
BEEMH Composite materials Hylite, Alucobond
FIVER Titanium alloys
FT> Pure titanium < 450 N/mm2 Til fFy>
NN S < 900 N/mm2 TiAl6V4 Ti-6AI-4V
FovaE Titanium alloys = 1250 /mm? TAIAModSHZ TIAlN04ST2
VTV EAE. INUNEAR HEASE Nickel alloys, cobalt alloys and iron alloys
W=y TIl Pure nickel < 600 N/mm2 Ni 99,6 = =y TIL
— N : <1000 N/mm?2 Monel 400 EXRJL 400, /\XT A1 B
SvTLEGE Nickel-base alloys <1600 /mm? Tnconel 718 EOREI Wil
o ™ < 1000 N/mm?2 Udimet 605 Udimet 605
JNLNEESR Cobalt-base alloys = 1600 N/mm2 Haynes 25 AT 05
BEE® Iron-base alloys < 1500 N/mm2 Incoloy 800 -+ >0 800
=iE Hard materials
44 - 50 HRC Weldox 1100 SKT4
H 50 - 55 HRC Hardox 550 J\—Rv 7 550
BRI, BIEEH. SREEE% High strength steels, hardened steels, hard castings 55 - 60 HRC Armox 600T SKD61
4 60 - 63 HRC Ferro-Titanit SKD11
15 63 - 66 HRC HSSE

2



EMUGE

rec.

' _rec.

TSTEEL_
Driick Driick Driick Driick HM-Driick InnoForm InnoForm InnoForm InnoForm InnoForm

STEEL STEEL STEEL-SN STEEL-SN STEEL-SN-IKZ STEEL-BL/D STEEL-M-SN STEEL-M-SN STEEL-M-SN STEEL-M/E-SN

NT TIN NT TIN PM-TIN PM-TIN-66 IKZ-PM-TIN-66 | IKZN-PM-TIN-66 | IKZ-PM-TIN-66
C/2-3 C/2-3 C/2-3 C/2-3 C/2-3 D/4-5 C/2-3 C/2-3 C/2-3 E/1,5-2 YW
max. 3 X dy max. 3 x dy max. 3 X dy max. 3 x dy max. 3 X dy max. 3 X d4 max. 3 X dy TR E
H RURS
Thread depth
== ) S = L . L and hole type
318 318,327 318,327 318 319 319 319,327 319,327 319,328 319,328 M
334,336 334,336 334,336 336 334,337 337 MF
340, 342 340, 342 UNC
344, 346 344, 346 UNF
UNEF, UN-8
348 348 G, Rp
NPSM, NPSF
NPT, NPTF, Re
w
BSW, BSF
Pg
MJ
UNJC, UNJF
EG (STI)
350 350 LK-M
Tr, Tr-F, Rd
min. ?Fecﬁ max. min. ,Fecg max. min. ?Fecﬁ max. min. ’;E% max. min. ?E(;ﬁ max. min. ﬁcﬁ max. min. ?Fecﬁ max. min. ?Fe%:g max. min, 12 max. min, £ max. ve [m/min]

15 30 45 15 30 45 15 30 45
5 8 12 10 20 40 5 8 12 10 20 40 10 20 40 10 20 40 10 20 40 10 20 40 10 20 40
10 15 25 10 15 25 10 15 25 10 15 25 10 15 25 10 15 25 10 15 25
5 10 20 5 10 20 5 10 20 5 10 20 5 10 20
5 10 15 5 10 15 5 10 153 5 10 15
1.1
21 |M
3
4.1
10 15 20 10 15 20
10 20 30 20 40 60 10 20 30 20 40 60 40 80 160
20 40 60 20 40 60 40 60 80
10 20 40 10 20 40
H
15
) BEOROBEFIEHE RSN 3 MIOLL R OEAEAA IR —)UAE S EP21-4 1 £ THEE % 313

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

InnoForm 1 with IKZN only suitable for material groups P2.1-4.1
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EMUGE
—GAL

InnoForm
STEEL-M/E-SN
IKZN-PM-TIN-66

InnoForm
VA/E-SN
PM-TIN-T26

InnoForm
VA/E-SN-IKZ
PM-TIN-T26

InnoForm
AL-SN
PM-GLT-104

InnoForm
AL-SN-1KZ

PM-

GLT-104

InnoForm
AL/E-SN
PM-GLT-104

InnoForm
AL/E-SN-IKZ
PM-GLT-104

InnoForm
GAL-SN
PM-TICN

InnoForm
GAL-SN-IKZ
PM-TICN

InnoForm
GAL-SN-IKZN
PM-TICN

AR

E/1,5-2

E/1,5-2

E/1,5-2

C/2-3

C/2-3

E/1,5-2

E/1,5-2

C/2-3

C/2-3

C/2-3

TARE
hURS

Thread depth
and hole type

max. 3 x d

g

max. 3 X dy

max. 3 x d

max. 3 X dy

max. 3 x dy

||

max. 3 x d

max. 3 X dy

max. 3 x dy

max. 3 x dy

max. 3 X dy

M
MF
UNC
UNF

320,328
335, 337

320

320

321

321

321

321

321

321

321

UNEF, UN-8
G, Rp
NPSM, NPSF

NPT, NPTF, Rc|
w

UNJC, UNJF

EG (STI)

LK-M

Tr, Tr-F, Rd

Ve [m/min]

. 3
min. #R max.

rec.

i MR
min. 2% max.

in M
min. TS max.

min. ?E& max

Tec.

i JE3E
min. TESS max.

. g
min. ?EZE max.

re

i 32
min. Jeas max

min ﬁcﬁ max.

re

. 3
min ?EEE max.

e

min. ?Ecﬂ max

re

il

21

3.1

4.1

5.1

1573

11

2.1

ISILSI
U
©

hSILSIe)
10100
[e<]

3.1

4.1

20 40 60

20

40 60

20 60

20 40 60

=

40
20 40 60
40

20

40 60

20 60

20 40 60

20

20

40 60

20 60

20 40 60

20 40 60

20 40 60

20 40 60

20 30 40

20 30 40

20 30 40

15 30

20 40

R Y Y
W N —

25

2.6

-
| o] =

314
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InnoForm 1 with IKZN only suitable for material groups P2.1-4.1




EMUGE EMUGE EMUGE EMUGE
— GAL__ “SPEED_ - NF_ - H—_
m
g [ |
InnoForm InnoForm InnoForm Driick HM-Driick Driick Driick InnoForm InnoForm InnoForm

GAL/E-SN GAL/E-SN-IKZ | GAL/E-SN-IKZN | GAL-SPEED/E-SN | GAL-SPEED/E-SN NF NF-SN -SN H-SN-IKZ-PM H-SN-IKZ-LF3

PM-TICN PM-TICN PM-TICN IKZN-TICN IKZN-TICN GLT-104 GLT-104 PM-TIN-T26 TIN-T26 PM-TIN-T26
E/15-2 E/15-2 E/15-2 E/15-2 E/15-2 c/2-3 C/2-3 C/2-3 c/2-3 c/2-3 Y
max. 3 X dy max. 3 X d4 max. 3 X dy max. 3 X dy max. 3 X dy max. 3 x dy max. 3 X dy TR E
o i i
Thread depth
== oS - ol == = ) =S and hole type
322 322 322 323,329 323,329 323 323 323,329 323,329 332 M
335,337 335, 337 338 338 MF
UNC
UNF
UNEF, UN-8
G, Rp
NPSM, NPSF
NPT, NPTF, Rc
w
BSW, BSF
Pg
MJ
UNJC, UNJF
EG (STI)
LK-M
Tr, Tr-F, Rd
min. ?Fecﬁ max. min. ?Fecg max. min. ?%c& max. min. ﬁ%& max. min. ?Fecﬁ max. min. ?Fe%:g max. min. ?Fe%:g max. min. ?Fecﬁ max. min. ’E? max. min. ?Ifte%g max. Ve [m/min]

10 15 25 10 15 25 10 15 25
5 10 20 5 10 20 5 10 20
5 10 15 5 10 15 5 10 15
1.1
21 |M
3.1
4.1
20 30 60 20 30 60 20 30 60
5 25 40 5 25 40
5 25 40 5 25 40
5 25 40 5 25 40
40 60 80 40 80 160 H 25 40 15 25 40
20 40 60 20 40 60 20 40 60 40 60 80 40 80 160
20 30 40 20 30 40 20 30 40 40 60 80 40 80 160
5 15 30 5 15 30
10 20 40 10 20 40
H
15
) BOROBE ARG HE SEREE N % 315

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




EMUGE EMUGE
- H— - Z2—
| |
I g i
InnoForm InnoForm InnoForm InnoForm InnoForm InnoForm InnoForm InnoForm HM-InnoForm HM-InnoForm
H-SN-IKZN-LF3 | H-SN-IKZ-LF4 | H-SN-IKZN-LF4 - Z-SN-IKZ Z-SN-IKZN Z/E-SN Z/E-SN-1KZ Z-SN-1KZ Z/E-SN-IKZ
PM-TIN-T26 PM-TIN-T26 PM-TIN-T26 PM-TIN-80 PM-TIN-80 PM-TIN-80 PM-TIN-80 PM-TIN-80 TIN-80 TIN-80
YW c/2-3 c/2-3 c/2-3 c/2-3 c/2-3 c/2-3 E/1,5-2 E/1,5-2 c/2-3 E/1,5-2
FRE max. 3 x dy max. 4 x dy max. 4 x dy max. 3 x dq max. 3 X dq max. 3 x dy max. 3 x dy
RURS
Thread depth
and hole type = 1) S == . ) =S . L
M 332 333 333 324,326,329, 331 | 324, 326, 329, 331 324,330 324,330 325,330 325 325
MF 335,339 335, 339
UNC 341,343 341,343
UNF 345,347 345,347
UNEF, UN-8
G, Rp 349 349
NPSM, NPSF
NPT, NPTF, Rc|
w
BSW, BSF
Pg
MJ
UNJC, UNJF
EG (STI)
LK-M
Tr, Tr-F, Rd
Ve [m/min] min. *Fecg max. min. ?Fecﬁ max. min. ﬁ? max. min. #Fecg max. min. ’E? max. min. R max. min. R max. min. R max. min. #R max. min R max.

rec.

rec.

rec.

rec.

' rec.

15 30 45 15 30 45 15 30 45 15 30 45 15 30 45 15 30 45 15 30 45
10 20 40 10 20 40 10 20 40 10 20 40 10 20 40 10 20 40 10 20 40
10 15 25 10 15 25 10 15 25 10 15 25 10 15 25 10 15 25 10 15 25 10 15 25 10 15 25 10 15 25
5 10 20 5 10 20 5 10 20 5 10 20 5 10 20 5 10 20 5 10 20 5 10 20 5 10 20 5 10 20
5 10 15 5 10 15 5 10 15
1.1
M| 21
3.1
4.1
20 30 60 20 30 60 20 30 60 20 30 60 20 30 60 20 30 60 20 30 60 20 30 60 20 30 60 20 30 60
10 20 40 10 20 40 10 20 40 10 20 40 10 20 40 10 20 40 10 20 40
5 10 20 5 10 20 5 10 20 5 10 20 5 10 20 5 10 20 5 10 20
5 10 20 5 10 20 5 10 20 5 10 20 5 10 20 5 10 20 5 10 20
H
15
316 % ) SBOROBE ARG HE SEREE N

Cold-forming in through holes is possible only with external cooling/lubrication
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RADHER T NETMIZTARE FEAEDT —ATHRUNEDREZHERTER
T BEBATEPT—IDI SV TIREE TRINTICERY 5B R UL OIRREICHE
DBV ENRIRICIEDET,

TEEMZRAEITDEHICTNEZDURELTZIENEVLREEELHNET
HY.DIN 13-50 THRESNIeHRU/NEDAEICADEEFRIICHERTDLSICLTL
20\,

EwFP =1 (mm) £cld 24 ILA" U EDRUT. ZILSE
(mm) BBE/NSLK TR EEHRELTVET,

MIBEICL>TEHERETRUIMERAZEICASRL, EWSfcr—AHEOTIEHD
FRAZDESBIGEIEMRIETAMCKL>T, ZDMILICHEBER FNNEZ B D350
ENHDET,

SHEYDHE. TINEZ 0,05

Thread hole preparatory diameter for cold-forming taps

The recommended preparatory diameters enable a cold-formed minor diameter of the thread within
tolerance (for M and MF according to DIN 13-50). 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 optimise 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
(for M and MF according to DIN 13-50).

We recommend a smaller preparatory diameter by 0.05 mm for difficult to form materials
(such as aluminium cast alloys) for P > 1 mm respectively from 24 threads/1".

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.

DIN 13
u:_FU‘T:t . u;mi
Nom. size Dy (6H) 9 Nom. size D (6H)
D P min. max. rec. D P min. max. rec.
mm mm mm mm mm mm mm mm mm mm
M 1 0,25 0,89 0,93 0,9 M 25 x 035 2,36 2,40 2,37
1,1 0,25 0,99 1,03 1 26 x 035 2,46 2,50 2,47
1,2 0,25 1,09 1,13 1,1 3 x 0,35 2,87 2,91 2,88
1,4 0,3 1,27 1,31 1,28 35 x 035 3,37 3,41 3,38
1,6 0,35 1,46 1,50 1,47 4 x 05 3,79 3,83 38
1,7 0,35 1,56 1,60 1,57 5 x 05 4,79 4,83 48
1,8 0,35 1,66 1,70 1,67 6 x 05 5,80 5,83 58
2 0,4 1,84 1,88 1,85 6 x 075 5,67 5,73 57
2,2 0,45 2,02 2,06 2,03 7 x 0,75 6,67 6,74 6,7
2,3 0,4 2,14 2,18 2,15 8 x 0,75 7,67 7,74 7,7
2,5 0,45 2,32 2,36 2,33 8 x 1 7,55 7,64 7,6
2,6 0,45 2,42 2,46 2,43 9 x 075 8,67 8,74 8,7
3 0,5 2,79 2,83 2,8 9 x 1 8,55 8,64 8,6
3,5 0,6 3,24 3,28 3,25 10 x 0,75 9,67 9,74 9,7
4 0,7 3,69 873 3,7 10 x 1 9,55 9,64 9,6
45 0,75 4,16 4,23 4,2 10 x 1,25 9,41 9,49 9,45
5 0,8 4,64 4,68 4,65 11 x 1 10,55 10,64 10,6
55 0,9 5,09 513 51 12 x 1 11,55 11,64 11,6
6 1 3,3 5,63 5,6 12 x 1,25 11,43 11,49 11,45
7 1 6,55 6,64 6,6 12 x 15 11,29 11,39 11,35
8 1,25 7,41 7,49 7,45 14 x 1 18,55 13,64 13,6
9 1,25 8,41 8,49 8,45 14  x 1,25 13,43 13,49 13,45
10 1,5 9,28 9,39 9,35 14 x 156 13,29 13,39 13,35
12 1,75 11,16 11,29 11,25 15  x 1 14,55 14,64 14,6
14 2 13,02 13,14 13,1 16  x 1 15,55 15,64 15,6
16 2 15,02 15,14 15,1 16 x 15 15,29 15,39 15,35
18 2,5 16,73 16,89 16,85 18 x 1 17,55 17,64 17,6
20 2,5 18,73 18,90 18,85 18  x 15 17,29 17,39 17,35
22 2,5 20,73 20,90 20,85 18 x 2 17,02 17,14 171
24 3 22,47 22,65 22,6 200 x 1 19,55 19,65 19,6
27 3 25,47 25,65 25,6 20 x 15 19,29 19,40 19,35
30 3,5 28,19 28,40 28,35 20 x 2 19,02 19,15 19,1
33 Bi5) 31,19 31,41 31,35 24 x 2 23,03 23,15 23,1
36 4 33,92 34,16 34,1 30 x 2 29,03 29,15 29,1
39 4 36,92 37,16 37,1 36 x 3 34,47 34,66 34,6
42 45 39,64 39,91 39,85 42 x4 39,92 40,16 40,1
45 45 42,64 42,91 42,85 48 x 3 46,48 46,66 46,6
48 5 45,37 45,71 45,65 48 x4 45,93 46,21 46,15

EMUGE

UNC

ASME B1.1
O
Nom. size
HeXE
D PLLUEL | min. max. rec.
inch Gg/1" (tpi)|  mm mm mm
Nr. 4 40 2,55 2,58 2,55
Nr. 5 40 2,88 2,93 29
Nr. 6 32 3,12 3,18 3,15
Nr. 8 - 32 3,79 3,83 3,8
Nr10 - 24 4,31 4,38 4,35
Nr12 - 24 4,97 5,03 5
s - 20 5,72 5,78 5,75
5/16 - 18 7,23 7,34 7,3
3 - 16 8,73 8,84 838
e - 14 10,20 10,29 10,25
12 - 13 11,71 11,84 11,8
916 - 12 13,21 13,34 13,3
58 - 1 14,70 14,84 14,8
34 - 10 17,73 17,89 17,85
g - 9 20,75 20,95 20,9
1" - 8 23,74 23,95 239
UNF
ASME B1.1 JZ_VM\
FOE
Nom. size
HexE
D P 1Li% min. max. rec.
inch Gg/1 “(tpi)| mm mm mm
Nr. 2 64 2,01 2,05 2,02
Nr. 3 56 2,31 2,35 2,32
Nr. 4 48 2,60 2,65 2,62
Nr. 5 44 2,91 2,95 2,92
Nr. 6 40 3,21 3,25 3,22
Nr. 8 36 3,83 3,88 3,85
Nr10 - 32 4,45 4,48 4,45
Nr.12 - 28 5,05 513 5,1
4 - 28 5,92 5,98 5,95
5/16 - 24 7,43 7,49 7,45
3 - 24 9,02 9,09 9,05
e - 20 10,49 10,59 10,55
12 - 20 12,08 12,19 12,15
916 - 18 13,60 13,69 13,65
58 - 18 15,19 15,29 15,25
3 - 16 18,27 18,40 18,35
g - 14 21,33 21,45 21,4
1" - 12 24,34 24,50 24 45
G ;
(BSP)
DINENIS0 228 _| =
IFOEE D
Nom. size 1
HeLS
D PL% | min. max. rec.
Gg/1" (tpi) |  mm mm mm
G 1/16 - 28 7,25 7,29 7,25
/8 - 28 9,25 9,29 9,25
V4 - 19 12,48 | 1259 | 12,55
38 - 19 1599 | 16,09 | 16,05
12 - 14 20,02 20,15 20,1
58 - 14 21,97 | 2210 | 22,05
34 - 14 2550 | 25,65 | 25,6
fs - 14 29,26 | 29,40 | 29,35
1" - 11 32,05 32,21 32,15
LK M o7 P<0,7mm
- o
60 o P
EMUGER &
EMUGE standard _ | Bos &S
[=} [=]
HEOE D
Nom. size 1 B
L
D p min. max. rec.
mm mm mm mm mm
LK-M 3 0,5 2,82 2,88 2,85
4 0,7 3,77 3,83 3,8
5 0,8 4,77 4,83 48
6 1 5,70 5,78 5,7
8 1,25 7,58 7,68 7,6
10 15 9,48 9,58 9,5

") P <0,3mm =Tol. 5H

EMUGE
a7




A=\ 5= #&&5v7 - Cold-Forming Taps

60°
DIN
; i 2174
M E .E
[=
DIN 13 -
|
|
%I
l2 o/
I3
[
N2 - Tolerance 6HX ") BHX 6HX 6HX
d—F %" - Coating NT TIN NT TIN
K& £}#7 - Cutting material HSSE HSSE HSSE HSSE
Technical information
FrrTr— YWV C/2-3 C/2-3 c/2-3 c/2-3
tﬂﬁugm.‘} 0/P E/O0/P 0/P E/O/P
max. 3 x dy
RURSERR ]
Thread depth and hole type n
=
P 21 P 11-31 P |21 P 1.1-31
K |28 N [1546,22 1 | K [21 N 151622
F7)r—ay - #HEIE . N [15 N 15
Applications — material w8 312
1 Driick Driick Driick Driick
0 dy P 1-STEEL 1-STEEL 1-STEEL-SN 1-STEEL-SN
mm mm K I I3 ody O NT TIN NT TIN
M 1 0,25 40 5 - 25 2,1 0,9 B0911000.0010
11 025 40 5 - 25 2,1 1 B0911000.0011
1,2 0,25 40 5 = 2,5 2,1 11 B0911000.0012
1,4 0,3 40 6 — 2,5 2,1 1,28 B0911000.0014
1,6 0,35 40 6 11 25 2,1 1,47 B0911000.0016 | B0911400.0016
1,7 0,35 40 6 11 2,5 2,1 1,57 B0911000.0017
1,8 0,35 40 6 11 2,5 2,1 1,67 B0911000.0018
2 0,4 45 7 12 2,8 2,1 1,85 B0911000.0020 | B0911400.0020 | B0921000.0020 | B0921400.0020
2,2 0,45 45 7 12 2,8 2,1 2,03 B0911000.0022 B0921000.0022
2,3 0,4 45 7 12 2,8 2,1 2,15 B0911000.0023 B0921000.0023
2,5 0,45 50 9 14 2,8 2,1 2,33 B0911000.0025 | B0911400.0025 | B0921000.0025 | B0921400.0025
2,6 0,45 50 9 14 2.8 2,1 2,43 B0911000.0026 | B0911400.0026 | B0921000.0026 | B0921400.0026
8 0,5 56 11 18 815 2,7 2,8 B0911000.0030 | B0911400.0030 | B0921000.0030 | B0921400.0030
35 0,6 56 12 20 4 3 3,25 B0911000.0035 | B0911400.0035 | B0921000.0035 | B0921400.0035
4 0,7 63 13 21 4,5 3,4 3,7 B0911000.0040 | B0911400.0040 | B0921000.0040 | B0921400.0040
4,5 0,75 70 14 25 6 49 42
8 0,8 70 15 25 6 49 4,65 B0911000.0050 | B0911400.0050 | B0921000.0050 | B0921400.0050
55 0,9 80 16 30 6 49 5,1
6 1 80 17 30 6 49 5,6 B0911000.0060 | B0911400.0060 | B0921000.0060 | B0921400.0060
7 1 80 17 30 7 55 6,6 B0911000.0070 | B0911400.0070 | B0921000.0070 | B0921400.0070
8 1,25 90 20 35 8 6,2 7,45 B0911000.0080 | B0911400.0080 | B0921000.0080 | B0921400.0080
9 1,25 90 20 35 9 7 8,45
10 15 100 22 39 10 8 9,35 B0911000.0100 | B0911400.0100 | B0921000.0100 | B0921400.0100
12 1,75 110 24 44 12 9 11,25
DIPATZI | S 327 327

") < M1,4 Tol. 4HX/5HX

?/ FILIESEYREDREIMTEYF P> 1 (mm) DIBE. TR
&% 0,05 (mm) RE/NS<T B2 HEUET,

HERE T NRDFMIE 317 R—IETELLS,

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

For further information regarding the recommended preparatory diameters,
see page 317.
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EMUGE

STEEL
il
o) i B )
3 . 5
EH =] E
; } - - ; -
sl - -~ s s s 2)
6HX 6GX 66X 6HX 6HX 6HX 6HX 6HX
TIN TN TN TIN-66 TIN-66 TIN-66 TIN-66
HSSE HSSE HSSE #3& HSSE #37& HSSE #3 HSSE B3 HSSE $37
C/2-3 C/2-3 C/2-3 D/4-5 C/2-3 C/2-3 C/2-3 E/1,5-2
E/Q E/O/P E/QO/P E/O/P E/O/P E/O E/OQ E/O
max. 3 x dy max. 3 X dy max. 3 x dq max. 3 x dq max. 3 x dq max. 3 x dy max. 3 x dy
) = —— o ) = —_— ) =
N 15-1.6 P 1.1-31 P 1.1-31 P 1.1-41 P 21-5.1 P 21-51 P 21-41 P 21-51
N 15-16,2.2 N 15-16,2.2
VHM-Driick Driick Driick InnoForm InnoForm InnoForm InnoForm InnoForm
1-STEEL 1-STEEL 1-STEEL-SN 1-STEEL-BL/D | 1-STEEL-M-SN | 1-STEEL-M-SN | 1-STEEL-M-SN | 1-STEEL-M/E-SN
SN-1KZ TIN TIN PM-TIN PM-TIN-66 IKZ-PM-TIN-66 | IKZN-PM-TIN-66 | IKZ-PM-TIN-66
]
1,1
1,2
14
1,6
1,7
1,8
B0911420.0020 | B0921420.0020 2
2,2
2,3
B0911420.0025 | B0921420.0025 2,5
B0911420.0026 | B0921420.0026 2,6
B0911420.0030 | B0921420.0030 | B535P300.0030 | B5217F00.0030 3
B0911420.0035 | B0921420.0035 35
B0911420.0040 | B0921420.0040 | B535P300.0040 | B5217F00.0040 | B5237F00.0040 | B5267F00.0040 | B5317F00.0040 4
45
B1970100.0050 | B0911420.0050 | B0921420.0050 | B535P300.0050 | B5217F00.0050 | B5237F00.0050 | B5267F00.0050 | B5317F00.0050 D
5,5
B1970100.0060 | B0911420.0060 | B0921420.0060 | B535P300.0060 | B5217F00.0060 | B5237F00.0060 | B5267F00.0060 | B5317F00.0060 6
7
B1970100.0080 | B0911420.0080 | B0921420.0080 | B535P300.0080 | B5217F00.0080 | B5237F00.0080 | B5267F00.0080 | B5317F00.0080 8
9
B1970100.0100 | B0911420.0100 | B0921420.0100 | B535P300.0100 | B5217F00.0100 | B5237F00.0100 | B5267F00.0100 | B5317F00.0100 10
12
327 327 328 328

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

2 ¥FEFHLRER
Patent pending

B o




A=\ 5= #&&5v7 - Cold-Forming Taps

o STEEL VA
DIN i ATFVLRA
2174
56\7/ [=] L] OE00 Ol 0]
i ;
=2 Of
DIN 13 : :
lo o/ .
I3
Iy :
AZE - Tolerance BHX BHX BHX
d—F %" - Coating TIN-66 TIN-T26 TIN-T26
Bt iEER £H#7 - Cutting material | [ESSELES HSSE #3K HSSE #7k
Technical information
FroTr— YWV E/1,5-2 E/1,5-2 E/1,5-2
7415 - @ E/O E/O/P E/O
max. 3 x dq max. 3 x dy max. 3 X dy
RURS &R il ] il
Thread depth and hole type || n ||
| | = )y X
P 21-41 1.1-31 1.1-3.1
F7)r—ay - #HEIE .
Applications — material w8 312
B InnoForm InnoForm InnoForm
0 d P 1-STEEL-M/E-SN 1-VA/E-SN 1-VA/E-SN-IKZ
mm mm I lp I3 0 do O | IKZN-PM-TIN-66 PM-TIN-T26 PM-TIN-T26
M 1 0,25 40 25 - 25 2,1 0,9
11 0,25 40 2,5 - 2,5 2,1 1
1,2 0,25 40 2,5 = 2,5 2,1 11
1,4 0,3 40 3 — 2,5 2,1 1,28
1,6 0,35 40 4 11 25 2,1 1,47
1,7 0,35 40 4 11 2,5 2,1 1,57
1,8 0,35 40 4 11 2,5 2,1 1,67
2 0,4 45 4 12 2,8 2,1 1,85
2,2 0,45 45 45 12 2,8 2,1 2,03
2,3 0,4 45 4,5 12 2,8 2,1 2,15
2,5 0,45 50 5 14 2,8 2,1 2,33
2,6 0,45 50 5 14 2,8 2,1 2,43
8 0,5 56 6 18 215 2,7 2,8 B5296A00.0030
35 0,6 56 7 20 4 3 3,25
4 0,7 63 7 21 4,5 34 3,7 B5337F00.0040 B5296A00.0040 | B5316A00.0040
4,5 0,75 70 8 25 6 49 42
8 0,8 70 8 25 6 49 4,65 B5337F00.0050 B5296A00.0050 | B5316A00.0050
55 0,9 80 10 30 6 49 5,1
6 1 80 10 30 6 49 5,6 B5337F00.0060 B5296A00.0060 | B5316A00.0060
7 1 80 10 30 7 55 6,6
8 1,25 90 14 35 8 6,2 7,45 B5337F00.0080 B5296A00.0080 | B5316A00.0080
9 1,25 90 14 35 9 7 8,45
10 15 100 16 39 10 8 9,35 B5337F00.0100 B5296A00.0100 | B5316A00.0100
12 1,75 110 18 44 12 9 11,25
DN2174 S 328

0 BORDIGE A GHE S ERIEEWN
Cold-forming in through holes is possible only with external cooling/lubrication

) HFEFHRER
Patent pending
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EMUGE

GAL
FZILIE® TILZE®
7 5
DEH0 [ i
[OF::3
6HX ") 6HX 6HX 6HX 6HX 6HX 6HX
GLT-104 GLT-104 GLT-104 GLT-104 TICN TICN TICN
HSSE 7K HSSE #7& HSSE 7K HSSE # 7K HSSE 7K HSSE # 7K HSSE #7&
C/2-3 C/2-3 E/1,5-2 E/1,5-2 C/2-3 C/2-3 C/2-3
E/Q/P E/OQ E/OQ/P E/Q E/OQ/P E/Q E/OQ
max. 3 x dq max. 3 x dq max. 3 x dy max. 3 x dy max. 3 x dy max. 3 x dy max. 3 x dy
—t ) = — ) = — ) = —t
N 1.1-14 N 1.1-14 N 1.1-14 N 1.1-14 N 15-16 N 15-16 N 1.5-16
N 21-22 N 21-22 N 21-22 N 21-22
InnoForm InnoForm InnoForm InnoForm InnoForm InnoForm InnoForm
1-AL-SN 1-AL-SN-IKZ 1-AL/E-SN 1-AL/E-SN-IKZ 1-GAL-SN 1-GAL-SN-IKZ | 1-GAL-SN-IKZN
PM-GLT-104 PM-GLT-104 PM-GLT-104 PM-GLT-104 PM-TICN PM-TICN PM-TICN
B5211Q00.0010 1
1,1
B5211Q00.0012 1,2
B5211Q00.0014 1,4
B5211Q00.0016 1,6
1,7
1,8
B5211Q00.0020 B5291Q00.0020 2
2,2
2,3
B5211000.0025 B5291Q00.0025 2,5
2,6
B5211000.0030 B5291Q00.0030 3
3,5
B5211000.0040 | B5231000.0040 | B5291000.0040 | B5311Q00.0040 4
45
B5211000.0050 | B5231000.0050 | B5291000.0050 | B5311Q00.0050 B5210200.0050 | B5230200.0050 | B5260200.0050 D
55
B5211000.0060 | B5231000.0060 | B5291000.0060 | B5311Q00.0060 B5210200.0060 | B5230200.0060 | B5260200.0060 6
7
B52110Q00.0080 | B5231000.0080 | B5291Q00.0080 | B5311Q00.0080 B5210200.0080 | B5230200.0080 | B5260200.0080 8
9
B5211Q00.0100 | B5231000.0100 | B5291000.0100 | B5311Q00.0100 B5210200.0100 | B5230200.0100 | B526Q0200.0100 10
12
") < M1,4 Tol. 4HX/5HX
VN <y w NN 5.4 o We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
r/ P SERFYLEOEHIMTE Y F P =1 (mm) DHFE. TR materials (such as aluminium cast alloys) for P > 1 mm.

#E%Z 0,05 (mm) BENSLKIT B EEHRELET,

T RROE 317 N—UECEEEN For further information regarding the recommended preparatory diameters,
=< ATl « o

see page 317.
EMUGE
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60° }E'AL
ZILEEE
2174 s
OO0 Ok
‘i; d
[=]:
DIN 13 :
s 1, 1, 1,
I - - .
N2 - Tolerance B6HX BHX BHX
d—F 7" - Coating TICN TICN TICN
KSR £##4 - Cutting material HSSE 7K HSSE #7K HSSE #7&
Technical information
FrrTr— YWV E/1,5-2 E/1,5-2 E/1,5-2
w5 - @ E/0/P E/O E/O
max. 3 x dy max. 3 x dy max. 3 x dy
RURS &R ] ] il
Thread depth and hole type n n n
= )y |
N 1516 N 1516 N 1516
F7Vr—ay - #EI .
Applications — material w8 312
B InnoForm InnoForm InnoForm
0 dq P ) 1-GAL/E-SN | 1-GAL/E-SN-IKZ |1-GAL/E-SN-IKZN
mm mm I lp I3 0 do O PM-TICN PM-TICN PM-TICN
M 1 0,25 40 5] - 25 2,1 0,9
11 0,25 40 5 - 2,5 2,1 1
1,2 0,25 40 5 = 2,5 2,1 11
1,4 0,3 40 6 — 2,5 2,1 1,28
1,6 0,35 40 6 11 25 2,1 1,47
1,7 0,35 40 6 11 2,5 2,1 1,57
1,8 0,35 40 6 11 2,5 2,1 1,67
2 0,4 45 7 12 2,8 2,1 1,85
2,2 0,45 45 7 12 2,8 2,1 2,03
2,3 0,4 45 7 12 2,8 2,1 2,15
2,5 0,45 50 9 14 2,8 2,1 2,33
2,6 0,45 50 9 14 2,8 2,1 2,43
8 0,5 56 11 18 815 2,7 2,8
35 0,6 56 12 20 4 3 3,25
4 0,7 63 13 21 4,5 3,4 3,7
4,5 0,75 70 14 25 6 49 42
8 0,8 70 15 25 6 49 4,65 B5290200.0050 | B5310200.0050 | B5330200.0050
55 0,9 80 16 30 6 49 5,1
6 1 80 17 30 6 49 5,6 B5290200.0060 | B531Q200.0060 | B533Q0200.0060
7 1 80 17 30 7 55 6,6
8 1,25 90 20 35 8 6,2 7,45 B5290200.0080 | B531Q0200.0080 | B533Q200.0080
9 1,25 90 20 35 9 7 8,45
10 15 100 22 39 10 8 9,35 B5290200.0100 | B531Q200.0100 | B533Q200.0100
12 1,75 110 24 44 12 9 11,25
DN2174 [l

0 BORDIGE A GHE S ERIEEWN
Cold-forming in through holes is possible only with external cooling/lubrication

FPN Ly w SN 5A o We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
r{ 1););;\0 Eﬁﬁ%ﬁg ,Ja'z? fg&i%@ﬁ; L] %mgrp ) DEETR materials (such as aluminium cast alloys) for P = 1 mm.
) 152 =< ]
y = SIS o e For further information regarding the recommended preparatory diameters,
IR DE —3
HESS T NROFM(E 317 R—IZELES ), see page 317.
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EMUGE

SPEED NF _H
ST FESK SEEw
[=]:4% [s]
ki
EEE
|
I!|
X X : i
i - I |
6HX 6HX 6HX 6HX 6HX 6HX
TICN TICN GLT-104 GLT-104 TIN-T26 TIN-T26
HSSE HSSE HSSE HSSE #3 HSSE $37
E/1,5-2 E/1,5-2 C/2-3 C/2-3 C/2-3 C/2-3
E/O E/OQ E/O/P E/O/P E/O/P E/O
max. 3 x dy max. 3 X dy max. 3 x dq max. 3 x dy
—t — —t ) =
N 1.4-16 N 1.4-16 N 1.1-14 N 1.1-14 P 3.1-5.1 P 3.1-51
N 21-22 N 21-22 K 21 K 21
Driick VHM-Driick Driick Driick InnoForm InnoForm
1-GAL-SPEED/E | 1-GAL-SPEED/E 1-NF 1-NF-SN 1-H-SN 1-H-SN-IKZ
SN-IKZN-TICN | SN-IKZN-TICN GLT-104 GLT-104 PM-TIN-T26 PM-TIN-T26
]
1,1
1.2
14
1,6
1,7
1,8
B0915G00.0020 | B0925G00.0020 2
2,2
2,3
B0915G00.0025 | B0925G00.0025 2,5
2,6
B0915G00.0030 | B0925G00.0030 3
B0915G00.0035 35
B5059500.0040 | B505Q800.0040 B0915G00.0040 | B0925G00.0040 4
45
B5059500.0050 | B505Q800.0050 B0915G00.0050 | B0925G00.0050 B521W700.0050 | B523W700.0050 B
5,5
B5059500.0060 | B5050800.0060 B0915G00.0060 | B0925G00.0060 B521W700.0060 | B523W700.0060 6
7
B5059500.0080 | B5050800.0080 B0915G00.0080 | B0925G00.0080 B521W700.0080 | B523W700.0080 8
9
B5059500.0100 | B5050800.0100 B0915G00.0100 | B0925G00.0100 B521W700.0100 | B523W700.0100 10
12
329 329 329 329

RSV TRILY — AE—R>o0
E£325— NFC |3 646 - 648 R— %
TELREEV,

Collet holders with integrated transmission
of our Speedsynchro® Modular NFC series,
See page 646 - 648
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Z
E08 DIN >vyOmMmT
2174
j i Z (=13 m]
3

OF.2{0]
s
DIN 13 Ew]‘
\h

e X
itplla]

e il
| gl
lo o/ 5 E;
I3 g i E
Iy .
N2 - Tolerance B6HX BHX 6HX 6HX
d—F %" - Coating TIN-80 TIN-80 TIN-80 TIN-80
KSR 344 - Cutting material HSSE 7K HSSE #7K HSSE #7K HSSE #7&
Technical information
FroTr— YWV C/2-3 C/2-3 c/2-3 E/1,5-2
tﬂﬁu;&.‘} E/O/P E/OQ E/OQ E/O/P
max. 3 x dy max. 3 x dy max. 3 x dy
RURS &R ] ] il
Thread depth and hole type n n L
= )y =
P 1.1-41 P 1.1-41 P 11-41 P 1.1-41
K 21 K 21 K 21 K 21
FIVT—v 3> - wHl ; N 22,2425 N 22,2425 N 222425 N 22,2425
- ) »= 312
Applications — material
B InnoForm InnoForm InnoForm InnoForm
0 dq P ) 1-Z-SN 1-Z-SN-1KZ 1-Z-SN-IKZN 1-Z/E-SN
mm mm I lp I3 0 do O PM-TIN-80 PM-TIN-80 PM-TIN-80 PM-TIN-80
M 1 0,25 40 25 - 25 2,1 0,9
11 0,25 40 2,5 - 2,5 2,1 1
1,2 0,25 40 2,5 = 2,5 2,1 11
1,4 0,3 40 3 — 2,5 2,1 1,28
1,6 0,35 40 4 11 2,5 2,1 1,47 B521Z700.0016
1,7 0,35 40 4 11 2,5 2,1 1,57
1,8 0,35 40 4 11 2,5 2,1 1,67
2 0,4 45 4 12 2,8 2,1 1,85 B521Z700.0020
2,2 0,45 45 45 12 2,8 2,1 2,03
2,3 0,4 45 4,5 12 2,8 2,1 2,15
2,5 0,45 50 5 14 2,8 2,1 2,33 B521Z700.0025
2,6 0,45 50 5 14 2,8 2,1 2,43
8 0,5 56 6 18 215 2,7 2,8 B521Z700.0030 B529Z700.0030
35 0,6 56 7 20 4 3 3,25
4 0,7 63 7 21 4,5 34 3,7 B521Z700.0040 | B5232700.0040 | B5267700.0040 | B529Z700.0040
4,5 0,75 70 8 25 6 49 42
8 0,8 70 8 25 6 49 4,65 B5212700.0050 | B5232700.0050 | B5267700.0050 | B529Z700.0050
55 0,9 80 10 30 6 49 5,1
6 1 80 10 30 6 49 5,6 B521Z700.0060 | B523Z700.0060 | B5267700.0060 | B529Z700.0060
7 1 80 10 30 7 55 6,6
8 1,25 90 14 35 8 6,2 7,45 B5212700.0080 | B5232700.0080 | B5267700.0080 | B529Z700.0080
9 1,25 90 14 35 9 7 8,45
10 15 100 16 39 10 8 9,35 B5212700.0100 | B5232700.0100 | B5267700.0100 | B529Z700.0100
12 1,75 110 18 44 12 9 11,25
oin2174 eSS 329 329 330 330

0 BORDIGE A GHE S ERIEEWN
Cold-forming in through holes is possible only with external cooling/lubrication

FPN Ly w SN 5A o We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
r/ 1););;\0 Elsﬁ(nﬁ?é&rg ,Ja’z? fg’%@i%@gg %mgrp) DHE TR materials (such as aluminium cast alloys) for P = 1 mm.
) 152 =< o . . . .
K T AROSEE 317 R— VA BN, Egg f;;;tgrgers ;n;ormanon regarding the recommended preparatory diameters,
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EMUGE

Z
>vJ0OmI
Ob{0 Oby:0 OEEO] Op-0}
3 5
[=1* OF:s3. [=15F: EZH
|
|
1
6HX BHX BHX
TIN-80 TIN-80 TIN-80 TIN-80
HSSE #3K HSSE #3AK
C/23 /23
E/Q E/Q/P E/OQ E/Q
max. 3 x dq max. 3 x dy max. 3 x dy
) —— e — D
P AT | P AT | P AR | P A
K 23 | K 2 |« 2 | K 2a
N 22,24-25 N 22,2425 N 22,2425 N 22,24-25
InnoForm InnoForm VHM-InnoForm | VHM-InnoForm
1-Z/E-SN-1KZ 1-Z-SN 1-Z-SN-I1KZ 1-Z/E-SN-1KZ
PM-TIN-80 PM-TIN-80 TIN-80 TIN-80
M 1
1,1
1,2
1,4
1,6
1,7
1,8
2
2,2
2,3
2,5
2,6
B5212720.0030 3
3,5
B5312700.0040 | B521Z720.0040 4
45
B5312700.0050 | B521Z720.0050 | B523Z800.0050 | B5312800.0050 D
5,5
B5312700.0060 | B521Z720.0060 | B523Z800.0060 | B5312800.0060 6
7
B5312700.0080 | B521Z720.0080 | B523Z800.0080 | B531Z800.0080 8
9
B531Z700.0100 | B521Z720.0100 | B5232800.0100 | B531Z800.0100 10
12
330

Tool holders for
minimum-quantity lubrication,
see page 677 - 698

MQLEE% w7 iRkJLY —I& 677 - 698
NR—I%SELZE,
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E M UE E #53&4 v 7 - Cold-Forming Taps

60°

DIN 13

IJANZAVTIv> D
With extra long shank

lp O
I3
I
INZE - Tolerance 6HX 6HX
d—F« 7" - Coating TIN-80 TIN-80
B IEHR RH#7 - Cutting material HSSE B HSSE #5
Technical information
Froor— YV C/2:3 C/2-3
7415 - @ E/O/P E/O
max. 3 x dy max. 3 x dy
RUREERTAR 7] ]
Thread depth and hole type | || L L
| | 1) X
P AT | P AT
K 2 | K 25N
TV —3y - #iE N 22,24-25 N 22,24-25
J 7’)’7‘ >av. HRHEI w312
Applications — material
{ InnoForm InnoForm
¢ dq P 1-Z-SN-LS 1-Z-SN-IKZ-LS
mm mm 4 lo I3 0dy O » PM-TIN-80 PM-TIN-80
M 3 0,5 100 6 18 8ie 2,7 2,8 B5552700.0030
4 0,7 125 7 21 45 34 3,7 B5552700.0040
© 0,8 140 8 25 6 49 4,65 B555Z700.0050 | B5447700.0050
6 1 160 10 30 6 49 5,6 B555Z700.0060 | B5447700.0060
8 1,25 180 14 35 8 6,2 7,45 B5552700.0080 | B5447700.0080
10 15 200 16 39 10 8 9,35 B5552700.0100 | B5447700.0100
o e 331 331

o

0 BORDZEFHNERGHZE ERTEE W
Cold-forming in through holes is possible only with external cooling/lubrication

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

For further information regarding the recommended preparatory diameters,

see page 317.

7{ FILIEREMREOHEIHTEYF P = 1 (mm) DA, T
B% 0,05 (mm) RENSTBIEEHRLET,

HEE T NROEMIE 317 R—IETEL LS,
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ERE4 Y7 - Cold-Forming Taps

60°
DIN
E ’ i 2174 .
EII
DIN 13
1 e it n
l2 o/
[
437 - Tolerance 6HX 6HX 6HX 6HX
d—F« % - Coating TN TIN TIN-66 TIN-66
FATIE R 471 - Cutting material HSSE HSSE HSSE #37& HSSE #&
Technical information
FroTr— YV c/2-3 c/2-3 c/2-3 C/2-3
mﬁu;ﬂa.‘) E/Q/P E/Q/P E/OQ/P E/OQ
max. 3 x dy max. 3 x dy
RURSERFER ] il
Thread depth and hole type n ||
|| 1) X
P AT | P AESSATT | P 29S0T | P 29500
N 15-16,2.2 N 15-16,2.2
F7VTr— 3y - #HEIH .
Applications — material w8 312
i Driick Driick InnoForm InnoForm
0 d P 2-STEEL 2-STEEL-SN 2-STEEL-M-SN | 2-STEEL-M-SN
mm mm 4 lo 0 do O J TIN TIN PM-TIN-66 1KZ-PM-TIN-66
M 10 15 100 22 7 5.5 9,35
12 1,75 110 24 9 7 11,25 C0911400.0112 | €C0921400.0112 | C5217F00.0112 | C5237F00.0112
14 2 110 26 11 9 13,1 C0911400.0114 | C0921400.0114 | C5217F00.0114 | C5237F00.0114
16 2 110 27 12 9 15,1 C0911400.0116 | C0921400.0116 | C5217F00.0116 | C5237F00.0116
18 2,5 125 30 14 11 16,85
20 2,5 140 32 16 12 18,85
22 2,5 140 32 18 14,5 20,85
24 3 160 34 18 14,5 22,6
27 3 160 36 20 16 25,6
30 35 180 40 22 18 28,35
33 IS 180 40 25 20 31,35
36 4 200 50 28 22 34,1
39 4 200 50 32 24 37,1
42 45 200 56 32 24 39,85
45 45 220 58 36 29 42,85
48 5 250 65 36 29 45,65
DIN2174 dl———""""""". 2318 2318 2319 319

0 BONRDGE AN HZE ERAEEL
Cold-forming in through holes is possible only with external cooling/lubrication

) KrEFHRFER
Patent pending
A Sy w N 5.4 T We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
r{ PILSE@EVGEOEHIM TEY T P =1 (mm) DHE, TR materials (such as aluminium cast alloys) for P > 1 mm.

#E%Z 0,05 (mm) BENSLKIT B EEHRELET,

HEETNEOFMIE 317 R—YZETEI S For further information regarding the recommended preparatory diameters,
> atil - o

see page 317.
EMUGE
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A=\ 5= #&&5v7 - Cold-Forming Taps

60°

DIN
2174

DIN 13
1T < - 7: - b /_ o o o
: o/ X X X
I 3 - _
N2 - Tolerance B6HX 6HX BHX
d—F %" - Coating TIN-66 TIN-66 TIN-66
BATISER 344 - Cutting material HSSE 7K HSSE ¥ HSSE ¥
Technical information
FroTr— YWV C/2-3 E/1,5-2 E/1,5-2
715 - @ E/O E/O E/O
max. 3 x dy max. 3 x dy max. 3 x dy
RURS &R ] ] il
Thread depth and hole type n n ||
= 1) X =
P ZSHNNN | P 2ESHN | P 2ESH
F7)r—ay - #HEIE .
Applications — material w8 312
| InnoForm InnoForm InnoForm
0 d P 2-STEEL-M-SN | 2-STEEL-M/E-SN | 2-STEEL-M/E-SN
mm mm 4 o g do O J IKZN-PM-TIN-66 | IKZ-PM-TIN-66 | IKZN-PM-TIN-66
10 15 100 22 7 5.5 9,35
12 1,75 110 24 9 7 11,25 C5267F00.0112 | €5317F00.0112 | C5337F00.0112
14 2 110 26 11 9 13,1 C5267F00.0114 | C5317F00.0114 | C5337F00.0114
16 2 110 27 12 9 15,1 (C5267F00.0116 | €5317F00.0116 | C5337F00.0116
18 2,5 125 30 14 11 16,85
20 2,5 140 32 16 12 18,85 (5267F00.0120
22 2,5 140 32 18 14,5 20,85
24 3 160 34 18 14,5 22,6 C5267F00.0124
27 3 160 36 20 16 25,6 (5267F00.0127
30 3,5 180 40 22 18 28,35 (5267F00.0130
33 3,5 180 40 25 20 31,35
36 4 200 50 28 22 34,1 (£5267F00.0136
39 4 200 50 32 24 37,1
42 45 200 56 32 24 39,85
45 4,5 220 58 36 29 42,85
48 5 250 65 36 29 45,65
DIN2174 = —""""0 319 319 320

) BORDIGEIFIEREEZE SEREEWN

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

2 KrEFHRER
Patent pending

Y[ FILIEREMREOHEIHTEYF P = 1 (mm) DA, T

% 0,05 (mm) BE/NSLK T xR UET,
HEE TN OEMIE 317 R—IETELLS L,

see page 317.

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

For further information regarding the recommended preparatory diameters,
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ERE4 Y7 - Cold-Forming Taps

SPEED
=&ML

(=PRI
4

e

lp~10xP

OF;0
hesio

ly~10xP

Iy~ 10 xP

ly~10xP

>y 0OmMmT
meE | e
[=]¥:

lp~10xP

EMUGE
4

6HX 6HX 6HX 6HX 6HX 6HX
TICN TICN TIN-T26 TIN-T26 TIN-80 TIN-80
HSSE HSSE #7K HSSE #7K HSSE #35& HSSE #3K
C/23 C/2:3 /23 /23
E/Q E/OQ E/Q/P E E/Q/P E/OQ
max. 3 x dy max. 3 x dy max. 3 X dy max. 3 x dq max. 3 x dy
—t — ) = —t ) =
N 14-16 N 14-16 P BISAT | P BEEIT P AT | P AdATT
K 23 | K 2 K 23 | K 2
N 22,24-25 N 22,2425
Driick KHM-Driick InnoForm InnoForm InnoForm InnoForm
2-GAL-SPEED/E | 2-GAL-SPEED/E 2-H-SN 2-H-SN-IKZ 2-Z-SN 2-Z-SN-IKZ
SN-IKZN-TICN SN-IKZN-TICN PM-TIN-T26 PM-TIN-T26 PM-TIN-80 PM-TIN-80
10
(5059500.0112 | €505Q800.0112 C521W700.0112 | C523W700.0112 C5212700.0112 | C5232700.0112 12
C5212700.0114 | C5232700.0114 14
C521W700.0116 | C523W700.0116 C521Z700.0116 | C523Z700.0116 16
18
C521W700.0120 | C523W700.0120 C5212700.0120 | C5232700.0120 20
22
C521W700.0124 | C523W700.0124 24
C523W700.0127 27
C523W700.0130 30
C523W700.0133 33
(523W700.0136 36
C523W700.0139 39
(C523W700.0142 42
C523W700.0145 45
(523W700.0148 48
323 323 323 323 324 324

BERUILIGFE 11 -T0R—V%EE

<IEEWN,

Twist drills, see page 11 - 70

B



A=\ 5= #&&5v7 - Cold-Forming Taps
DIN 9*/7%37]1]1

60°
M W 2174 A E9:E

DIN 13

/N7 - Tolerance B6HX 6HX 6HX
d—7«>7%" - Coating TIN-80 TIN-80 TIN-80
BATISER £##4 - Cutting material HSSE 7K HSSE ¥ HSSE ¥
Technical information
FroTr— YWV C/2-3 E/1,5-2 E/1,5-2
715 - @ E/O E/O/P E/O
max. 3 x dy max. 3 x dy
RURSERFER il il
Thread depth and hole type || ||
| )y
P AT | P AT | P AT
K 23 | K 25 | Kk 2E
IV — 3y - #5E N 22,24-25 N 22,24-25 N 22,24-25
J 7)’7 >av. HRHEIH w312
Applications — material
| InnoForm InnoForm InnoForm
0 dq P 2-7-SN-IKZN 2-7/E-SN 2-7/E-SN-IKZ
mm mm l4 lo 0 dy O ) PM-TIN-80 PM-TIN-80 PM-TIN-80
10 15 100 16 7 5.5 9,35
12 1,75 110 18 9 7 11,25 (5267700.0112 | G529Z700.0112 | C531Z700.0112
14 2 110 20 11 9 13,1 (5262700.0114 | €529Z700.0114 | C531Z700.0114
16 2 110 22 12 9 15,1 (5267700.0116 | G529Z700.0116 | C531Z700.0116
18 2,5 125 25 14 11 16,85
20 2,5 140 25 16 12 18,85 (5267700.0120
22 2,5 140 27 18 14,5 20,85
24 3 160 30 18 14,5 22,6
27 B 160 30 20 16 25,6
30 3,5 180 35 22 18 28,35
33 19 180 35 25 20 31,35
36 4 200 40 28 22 341
39 4 200 40 32 24 37,1
42 45 200 45 32 24 39,85
45 4,5 220 45 36 29 42,85
48 5 250 50 36 29 45,65
DIN2174 = """\ 324 324 325

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

For further information regarding the recommended preparatory diameters,
see page 317.

Y{ FILIEREMREOHEIHTEYF P = 1 (mm) DA, T
' B% 0,05 (mm) RENSTBIEEHRLET,
HEE T NVRDSA L 317 R—IZEELIEE,
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#53&4 v 7 - Cold-Forming Taps E M U G E

. Z
ﬁ vyvoamT

DIN 13

\

IJANZOAVT vy
With extra long shank

Il

\

T
0 dq

|

Il

N . —

lo m}
[
INZ= - Tolerance 6HX BHX
d—F >4 - Coating TIN-80 TIN-80
BTSSR 347 - Cutting material HSSE #7K HSSE ¥

Technical information

FroTr— YV C/2-3 C/2-3
75 - 6 E/0/P E/O
max. 3 X dy max. 3 x dq
USRS LRk Ul U Ul U
Thread depth and hole type L L L

== 1) =
P 1141 P 1141
K ZE | K 2

N 22,24-25 N 22,24-25

F7VT =23y - #EIM

Applications — material w8 312
[ InnoForm InnoForm
0 d p 2-Z-SN-LS 2-Z-SN-IKZ-LS
mm mm 4 lo 0 dp O PM-TIN-80 PM-TIN-80
M 10 1,5 200 16 7 5.9 9,35
12 1,75 224 18 9 7 11,25 C5552700.0112 | C5447700.0112
14 2 224 20 11 9 13,1 (5557700.0114 | C5447700.0114
16 2 224 22 12 9 15,1 (5552700.0116 | C5447700.0116
18 2,5 250 25 14 11 16,85
20 25 280 25 16 12 18,85 (5552700.0120 | €5447700.0120
A | 326 326

0 BOARDSE AR EE SERIEE W
Cold-forming in through holes is possible only with external cooling/Iubrication

FILIAEEMEEDBEEMTEYF P> 1 (mm) DEE. TR We recommend a smaller preparatory diameter by 0.05 mm for difficult to form

&% 0,05mm) BENS<TBIEEHELET, materials (such as aluminium cast alloys) for P > 1 mm.
il -~ o
- P IS O N For further information regarding the recommended preparatory diameters,
B TRNRODE _3
R TNROFMIE 317 R—IZ BTSN, Spe/page 317,
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E M UG E §RiE 4y 7 - Cold-Forming Taps

60°

DIN 13

RURS 3xdy FTOOVTTIL—h

For thread depths up to max. 3 x d4

|
1
9 dq
|
|

H
AR
O] (=L
i Y
E:5H ElAH

INZ= - Tolerance 6HX 6HX
d—F %" - Coating TIN-T26 TIN-T26
RifriEER £3#7 - Cutting material HSSE ¥k HSSE ¥k
Technical information
FroTy— gV c/23 C/2-3
3 - @ E/O E/O
max. 3 x dy max. 3 X dy
RURE LR ] ]
Thread depth and hole type n n
1) X | |
P BISHT | P BEEITN
K 2 | K 2
FIVT—3y - #WHIM .
Applications — material w8 312
! InnoForm InnoForm
0 dq P 2-H-SN-IKZ-LF3 |2-H-SN-IKZN-LF3
mm mm 4 lo g dy O PM-TIN-T26 PM-TIN-T26
M 24 3 215 30 18 14,5 22,6 C599W700.0124 | C500W700.0124
30 3,5 240 35 22 18 28,35 [ C599W700.0130 | C500W700.0130
33 815 255 85 25 20 31,35 | C599W700.0133 | C500W700.0133
36 4 275 40 28 22 34,1 €599W700.0136 | C500W700.0136
42 45 295 45 32 24 39,85 [ C599W700.0142 | C500W700.0142

) BONDIBE A HEEREE N

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

2




ERE4 Y7 - Cold-Forming Taps

EMUGE

5 H
@60 =R A5
DIN 13
RUZES 4xdi £Tcoa>77)L—bk
For thread depths up to max. 4 x d4
lo O
Iy
NZ= - Tolerance 6HX 6HX
Od—F« % - Coating TIN-T26 TIN-T26
BtTER 47 - Cutting material HSSE #¥7%& HSSE ¥}
Technical information
FroTr— gV C/23 C/2-3
7805 - 6 E/O E/O
max. 4 x d4 max. 4 x dy
RURS E7IIR T T
Thread depth and hole type n ||
1) X |
P BISHT | P BEEITN
K 23 | K 2
F7Vr—2 3y - #HEIH .
Applications — material w8 312
l InnoForm InnoForm
0 d p 2-H-SN-IKZ-LF4 |2-H-SN-IKZN-LF4
mm mm l4 lo g dy O PM-TIN-T26 PM-TIN-T26
M 24 3 240 30 18 14,5 22,6 €594W700.0124 | C595W700.0124
30 35 270 35 22 18 28,35 | C594W700.0130 | C595W700.0130
33 8o 290 35 25 20 31,35 | C594W700.0133 | C595W700.0133
36 4 310 40 28 22 34,1 (594W700.0136 | C595W700.0136
42 45 340 45 32 24 39,85 | C594W700.0142 | C595W700.0142

) BONDBEEANEEHE EATEE N

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

EMUGE
[FRANKEN]
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A=\ 5= #&&5v7 - Cold-Forming Taps

60° STEEL
DIN s
M F W -
DIN 13
: o/ :
. : X
Iy - i
N2 - Tolerance B6HX 6HX 6HX 6HX
d—F %" - Coating TIN TIN TIN-66 TIN-66
BATIE®R 344 - Cutting material HSSE HSSE HSSE # 7K HSSE ¥
Technical information
FroTr— YWV C/2-3 c/2-3 C/2-3 c/2-3
sl - @ E/0/P E/O/P E/O/P E/O
max. 3 x dy
RURS &R ]
Thread depth and hole type n
s
P 1.1-31 P 1.1-31 P 21-51 P 21-41
N 15-16,22 N 15-16,2.2
F7)r—ay - #HEIE .
Applications — material w8 312
1 Driick Driick InnoForm InnoForm
0 d4 P 1-STEEL 1-STEEL-SN 1-STEEL-M-SN | 1-STEEL-M-SN
mm mm I lp I3 0 do O | TIN TIN PM-TIN-66 IKZN-PM-TIN-66
M 25 x 035 50 7 12 2,8 2,1 2,37
26 x 035 50 7 12 2,8 2,1 2,47
3 x 0,35 56 8 18 345 2,7 2,88
35 x 035 56 9 20 4 3 3,38
4 x 05 63 10 21 4,5 3,4 3,8 B0911400.0210 | B0921400.0210
5 x 05 70 11 25 6 4,9 4,8 B0911400.0218 | B0921400.0218
6 x 05 80 13 30 6 4,9 58 B0911400.0228 | B0921400.0228
6 x 0,75 80 13 30 6 4,9 57 B0911400.0229 | B0921400.0229
7 x 075 80 13 30 7 9,9 6,7
8 x 0,75 80 14 30 8 6,2 7,7 B0911400.0250 | B0921400.0250
8 x 1 90 17 35 8 6,2 7,6 B0911400.0251 | B0921400.0251 | B5217F00.0251 | B5267F00.0251
9 x 0,75 90 14 35 9 7 8,7
9 x 1 90 17 86 9 7 8,6
10 x 0,75 90 15 35 10 8 9,7
10 x 1 90 18 g6 10 8 9,6 B0911400.0276 | B0921400.0276 | B5217F00.0276 | B5267F00.0276
10 X 1,25 100 18 39 10 8 9,45 B5267F00.0277
DN2174 336 336 336 337

) BORDIGEIFIEREEZE SEREEWN

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

) F5EF R

Patent pending

r/ FILIERENREOHEHIFTEYF P> 1 (mm) DA, iR

% 0,05 (mm) BE/NSLK T xR UET,
HEE TN OEMIE 317 R—IETELLS L,

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

For further information regarding the recommended preparatory diameters,
see page 317.
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ERE4 Y7 - Cold-Forming Taps

STEEL
5

[=]%3ulm]

=

ly~10 xP

SPEED
BEMT

[Elzie]
Ofiss:

ly~10xP

g\

ly~10 xP

ly~10xP

BHX BHX 6HX BHX 6HX
TIN-66 TICN TICN TIN-80 TIN-80
HSSE B3 HSSE XBIE HSSE $¥3%& HSSE #5K
C/23 C/23
E/Q E/OQ E/O E/O/P E/OQ
max. 3 x dy max. 3 x dy max. 3 x dy max. 3 x dy
— — — ) =
P 2141 N 1416 N 1416 P A4 | P AT
K 2 | K 2
N 22,24-25 N 22,24-25
InnoForm Driick VHM-Driick InnoForm InnoForm
1-STEEL-M/E-SN 1-GAL-SPEED/E | 1-GAL-SPEED/E 1-Z-SN 1-Z-SN-1KZ
IKZN-PM-TIN-66 SN-IKZN-TICN SN-IKZN-TICN PM-TIN-80 PM-TIN-80
M 2,5x 0,35
2,6x 0,35
3 x035
3,5% 0,35
4 x05
5 x05
6 x05
B5059500.0229 | B5050800.0229 6 x0,75
7 x 0,75
8 x0,75
B5337F00.0251 B5059500.0251 | B5050800.0251 B521Z700.0251 | B523Z700.0251 8 x1
9 x0,75
9 x1
10 x 0,75
B5337F00.0276 B521Z700.0276 | B523Z700.0276 10 x 1
B5059500.0277 | B505Q800.0277 10 x 1,25
337 337 337 339 339

Y{ FILIELENREOHEHHTEYF P> 1 (mm) DA, T

&% 0,05 (mm) BENS<THIEEHELET,
HEETARROFMIG 317 R—YETBEL LS,

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

For further information regarding the recommended preparatory diameters,
see page 317.

EMUGE
=



EMUGE

60°

¥RiE 47 - Cold-Forming Taps

STEEL
i

DIN
E i 2174 -
- x
E ! E 1
DIN 13 . ’
: o i i i |
Iy - = e 2)
N2 - Tolerance B6HX 6HX 6HX 6HX
d—F %" - Coating TIN TIN TIN-66 TIN-66
BATIE®R £##4 - Cutting material HSSE HSSE HSSE # 7K HSSE ¥
Technical information
FroTr— YWV C/2-3 c/2-3 C/2-3 c/2-3
t}]ﬁu;&.‘} E/O0/P E/O/P E/OQ/P E/OQ
max. 3 x dq max. 3 X dy
RURS &R il il
Thread depth and hole type || n
| | )y X
P 1.1-31 P 11-31 P 21-51 P 21-51
N 15-16,22 N 15-16,2.2
F7)r—ay - #HEIE .
Applications — material w8 312
1 Driick Driick InnoForm InnoForm
0 d P ) 2-STEEL 2-STEEL-SN 2-STEEL-M-SN | 2-STEEL-M-SN
mm mm l4 lo 0 dy O TIN TIN PM-TIN-66 IKZ-PM-TIN-66
1 x 1 90 18 8 6,2 10,6
12 x 1 100 18 9 7 11,6 €0911400.0301 | C0921400.0301
12 x 125 100 22 9 7 11,45
12 x 15 100 22 9 7 11,35 €0911400.0303 | €0921400.0303 | C5217F00.0303 | C5237F00.0303
14 x 1 100 18 11 9 13,6
14 x 125 100 22 11 9 13,45
14 x 15 100 22 11 9 13,35 | €0911400.0331 | C0921400.0331 | €5217F00.0331 | C5237F00.0331
15 x 1 100 18 12 9 14,6
15 x 15 100 22 12 9 14,35
6 x 1 100 18 12 9 15,6 €0911400.0357 | C0921400.0357
16 x 15 100 22 12 9 15,35 | €0911400.0359 | C0921400.0359 | C5217F00.0359 | C5237F00.0359
18 X 1 110 20 14 11 17,6
18 x 15 110 25 14 11 17,35
18 x 2 125 26 14 11 171
20 x 1 125 20 16 12 19,6
20 x 15 125 25 16 12 19,35 C0911400.0422 | C0921400.0422
20 x 2 140 27 16 12 19,1
22 x 15 125 25 18 14,5 21,35
22 X 2 140 27 18 14,5 21,1
24 x 15 140 27 18 14,5 23,35
24 x 2 140 27 18 14,5 23,1
27 x 2 140 28 20 16 26,1
30 x 2 150 28 22 18 29,1
33 x 15 160 30 25 20 32,35
33 x 2 160 30 25 20 32,1
36 x 15 170 30 28 22 35,35
36 x 3 200 42 28 22 34,6
DIN2174 Al 334 334 334

) BORDIGEIEIER R EZE SERIEE WL

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

2 KrEFHFEH
Patent pending
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ERE4 Y7 - Cold-Forming Taps

EMUGE

STEEL SPEED
il =EMNT
[=]¥:: =] [=] I% [a] ¥ [m]
&It
A - A 5
6HX 6HX 6HX 6HX 6HX
TIN-66 TIN-66 TIN-66 TICN TICN
HSSE #7& HSSE #7& HSSE #FK HSSE
C/2-3 E/1,5-2 E/1,5-2 E/1,5-2 E/1,5-2
E/Q E/OQ E/Q E/Q E/OQ
max. 3 x dq max. 3 x dq max. 3 x dq max. 3 x dy
—t ) = —t —
P 21-51 P 21-51 P 21-51 N 1416 N 1.4-16
InnoForm InnoForm InnoForm Driick KHM-Driick
2-STEEL-M-SN | 2-STEEL-M/E-SN | 2-STEEL-M/E-SN 2-GAL-SPEED/E | 2-GAL-SPEED/E
IKZN-PM-TIN-66 | IKZ-PM-TIN-66 | IKZN-PM-TIN-66 SN-IKZN-TICN | SN-IKZN-TICN
M1 x 1
C5267F00.0301 12 x 1
(5267F00.0302 €5059500.0302 | C505Q800.0302 12 x 1,25
(5267F00.0303 | €5317F00.0303 | C5337F00.0303 £5059500.0303 | C505Q800.0303 12x 15
(5267F00.0329 14 x 1
(5267F00.0330 14 x 1,25
(5267F00.0331 | €5317F00.0331 | C5337F00.0331 €5059500.0331 | C505Q800.0331 14 x 15
15 x 1
15 x 1,5
16 x 1
(5267F00.0359 | €C5317F00.0359 | C5337F00.0359 (£5059500.0359 | €505Q800.0359 16 x 1,5
18 x 1
€5267F00.0390 18 x 1,5
18 x 2
20 x 1
C5267F00.0422 20 x 1,5
(5267F00.0423 20 x 2
(5267F00.0438 22 x 1,5
(5267F00.0439 22 x 2
(5267F00.0452 24 x 1,5
(5267F00.0453 24 x 2
(5267F00.0471 27 x 2
C5267F00.0491 30 x 2
(5267F00.0511 3B x15
C5267F00.0512 33 x2
(5267F00.0532 36 x 15
(5267F00.0534 36 x 3
334 335 335 335
=.a <y w N 5.4 T We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
r{ PILSERFNEEOEUIMTEY F P =1 (mm) DHE. TR materials (such as aluminium cast alloys) for P > 1 mm.

&% 0,05 (mm) BENS<THIEEHELET,
HEETARROFMIG 317 R—YETBEL LS,

For further information regarding the recommended preparatory diameters,
see page 317.

EMUGE
[FRANKEN]
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A=\ 5= #&&5v7 - Cold-Forming Taps

DIN =R

60°
M F W 2174

DIN 13

INZE - Tolerance B6HX 6HX
d—F 7" - Coating TIN-T26 TIN-T26
s 31 - Cutting material
Technical information
FroTr— YWV C/2-3 c/2-3
7115 - @ E/O/P E
max. 3 x dy max. 3 X dy
RURSEATR ] H 7] H
Thread depth and hole type | || L L
| | 1) X
P 3.1-5.1 P 3.1-5.1
K 21 K 21

T7VTr—ray - EIM

Applications — material w8 312
i InnoForm InnoForm
0 d4 P ﬂ 2-H-SN 2-H-SN-IKZ
mm mm l4 lo 0 dy O ] PM-TIN-T26 PM-TIN-T26
1 x 1 920 11 8 6,2 10,6
122 x 1 100 11 9 7 11,6
12 x 1,25 100 15 9 7 11,45
12 x 15 100 15 9 7 11,35 | C521W700.0303 | C523W700.0303
14 x 1 100 11 11 9 13,6
14 x 1,25 100 15 11 9 13,45
14 x 15 100 15 11 9 13,35 | C521W700.0331 | C523W700.0331
15 x 1 100 12 12 9 14,6
15 x 15 100 15 12 9 14,35
16 x 1 100 12 12 9 15,6
16 x 15 100 15 12 9 15,35 | C521W700.0359 | C523W700.0359
18 x 1 110 13 14 11 17,6
18 x 15 110 17 14 11 17,35
18 x 2 125 20 14 11 171
20 x 1 125 14 16 12 19,6
20 x 15 125 17 16 12 19,35
20 x 2 140 20 16 12 191

N EOROGEFSER G E S EAIEE L
Cold-forming in through holes is possible only with external cooling/lubrication

FPN Ly w SN 5A o We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
r{ 1);),;\0 ‘g'sﬁfﬁf%éﬁ& ??ﬁgg%i%%ﬁ;d émgrp) DHE TR materials (such as aluminium cast alloys) for P > 1 mm.
) 152 =< o . . . .
T REROMI 317 R—UESB S, Eg{r3 f;;;g;eg |1n;ormat|on regarding the recommended preparatory diameters,
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ERE4 Y7 - Cold-Forming Taps

EMUGE

60° z
DIN v amMmIT
2174 . "
\ii, [ [0
; .
[=]s
DIN 13 4]
= = L |
l2 0/ 3
\ =
INZE - Tolerance 6HX BHX
d—F+>%" - Coating TIN-80 TIN-80
ES = £##7 - Cutting material HSSE #7K HSSE #7&
Technical information
FroTr— YV c/2-3 c/23
705 - 6 E/Q/P E/O
max. 3 X dy max. 3 x dy
RURSERFER il il
Thread depth and hole type n ||
|| ) X
P 1.1-41 P 1.1-41
K 21 K 21
I — 3y - #1E N 22,24-25 N 22,24-25
Jj)7 Y3y, I W 312
Applications — material
| InnoForm InnoForm
0 d P 2-Z-SN 2-Z-SN-1KZ
mm mm N Iy g dy ] - PM-TIN-80 PM-TIN-80
M 11 x 1 90 11 8 6,2 10,6
12 x 1 100 11 9 7 11,6
12 x 1,25 100 15 9 7 11,45
12 x 15 100 15 9 7 11,35 5212700.0303 | €5232700.0303
14 x 1 100 11 11 9 13,6
14 x 1,25 100 15 11 9 13,45
14 x 15 100 15 i 9 13,35 | €521Z700.0331 | €523Z700.0331
1% x 1 100 12 12 9 14,6
15 x 15 100 15 12 9 14,35
16 x 1 100 12 12 9 15,6
16 x 15 100 15 12 9 153 C5212700.0359 | €5232700.0359
18 x 1 110 13 14 1 17,6
18 x 15 110 17 14 11 17,35
18 x 2 125 20 14 11 171
20 x 1 125 14 16 12 19,6
20 x 15 125 17 16 12 19,35
20 x 2 140 20 16 12 191
DIN2174 M———"""""' 335 B 335

) BONRDBE IS IERZESERLEN
Cold-forming in through holes is possible only with external cooling/lubrication

r( FILIELENREDHEHIHMTEYF P> 1 (mm) DA, TR
' &% 0,05 (mm) RENST BT EEHRLET,
S TREOSRIE 317 R— VBB E N,

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

For further information regarding the recommended preparatory diameters,
see page 317.
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A=\ 5= #&&5v7 - Cold-Forming Taps

60°
= DIN
U N c W -
ASME B1.1
S e e S e e
I o/
I3
[
NZ= - Tolerance 2BX 2BX
d—7«>7%" - Coating TIN TIN
&R 341 - Cutting material HSSE HSSE
Technical information
Frvrr— BNV C/2:3 C/2-3
715 - @ E/O/P E/O/P
max. 3 x dy
RURSERFER Il
Thread depth and hole type L L
| |
P 1.1-31 P 1.1-31
N 15-16,2.2 N 15-16,2.2
F7Vr—ay - #EIE .
Applications — material w8 312
B Driick Driick
0 dq P ILE 1-STEEL 1-STEEL-SN
inch inch  Gg/1" (tp) Iy I I o dy O - TIN TIN
Nr. 4 0.1120 40 56 11 18 3,5 2,7 2,55 B0911400.5003 | B0921400.5003
Nr. 5 0.1250 40 56 11 18 3,5 2,7 2,9
Nr. 6 0.1380 32 56 12 20 4 3) 3115 B0911400.5005 | B0921400.5005
Nr. 8 0.1640 32 63 13 21 4,5 3,4 3,8 B0911400.5006 | B0921400.5006
Nr.10  0.1900 24 70 15 25 6 49 4,35 B0911400.5007 | B0921400.5007
Nr.12  0.2160 24 80 16 30 6 4,9 5
174 0.2500 20 80 17 30 7 5.9 5,75 B0911400.5009 | B0921400.5009
5/16 0.3125 18 90 20 35 8 6,2 7,3 B0911400.5010 | B0921400.5010
38 0.3750 16 100 22 39 10 8 88 B0911400.5011 | B0921400.5011
~DN2174 [l 342 342

=.a Ly e (12 5.A rh We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
r{ 17%)’;\0 'E'ﬁﬁ%ﬁ?? <é g%gi%%ﬁ; |J %mgrp ) DBE TR materials (such as aluminium cast alloys) for P = 24 threads/1" and coarser threads.
) 152 =< o . . . .
ST ROEMIE 317 N— VBB, Eg{r3 f;;;g;eg |1n;ormat|on regarding the recommended preparatory diameters,
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#53&4 v 7 - Cold-Forming Taps EMUGE

~DIN D%7Ju)i s

60°
21 [m]3 w[a] [ ]
ad 5 %
OFs4 [Ofce s

ASME B1.1 *

gl

I i
N - Tolerance 2BX 2BX
d—5F+>%" - Coating TIN-80 TIN-80
BiTiE R 7 - Cutting material
Technical information
FroTr— YV C/2-3 c/2-3
705 - 6 E/Q/P E/O
max. 3 X dy max. 3 x dy
RUBRSERFAR 7] H 7] H
Thread depth and hole type L L L
—t ) =
P 1.1-41 P 1.1-41
K 21 K 21

FTVr— 3y - HEIM N 22,2425 N 22,2425

Applications — material w8 312
i InnoForm InnoForm
0 d4 P L% ﬂ 1-Z-SN 1-Z-SN-IKZ
inch inch ~ Gg/1" (tpi) l4 lo I3 0 do O ] PM-TIN-80 PM-TIN-80
Nr. 4 0.1120 40 56 6 18 35 2,7 2,55 B5212700.5003
Nr. 5 0.1250 40 56 7 18 35 2,7 2,9
Nr. 6 0.1380 32 56 7 20 4 3 &1 B5212700.5005
Nr. 8 0.1640 32 63 8 21 45 34 3,8 B5212700.5006
Nr.10  0.1900 24 70 10 25 6 4,9 4,35 B521Z700.5007 | B523Z700.5007
Nr.12  0.2160 24 80 10 30 6 49 5
174 0.2500 20 80 13 30 7 oio) 2,05 B5212700.5009 | B523Z700.5009
5/16 0.3125 18 90 14 35 8 6,2 7,3 B521Z700.5010 | B523Z700.5010
38 0.3750 16 100 16 39 10 8 8,8 B5217700.5011 | B523Z700.5011

~oN2174 [l 343 343

0 BONRDBER>ANEFHZE ERAEEL
Cold-forming in through holes is possible only with external cooling/lubrication

= A <y o o 5.4 T We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
r{ 1};}’;\0 '8'5%%”!;%&;5 ,j?;& f %ngi%?ﬁ%d émgrp ) DFE TR materials (such as aluminium cast alloys) for P = 24 threads/1" and coarser threads.
y 4 o~ o . . . .
T REROE 317 N— VRSB, Egg f;;tghee; ;n;ormatlon regarding the recommended preparatory diameters,

=



A=\ 5= #&&5v7 - Cold-Forming Taps

60°
W =~ DIN
U N c -
ASME B1.1
1 I s o ]
l2 o/
h
NZ= - Tolerance 2BX 2BX
d—F 7" - Coating TIN TIN
&R 341 - Cutting material HSSE HSSE
Technical information
Frvrr— BN C/2:3 C/2-3
7115 - @ E/O/P E/O/P
max. 3 x dy
RURSERFER Il
Thread depth and hole type L L
s
P HESAT | P AEEETE
N 15-16,22 N 15-16,2.2
F7Vr—ay - #EIE .
Applications — material w8 312
| Driick Driick
9 d P ILE 2-STEEL 2-STEEL-SN
inch inch Gg/1" (tpi) l4 lo 0 dy O J TIN TIN
716 0.4375 14 100 22 8 6,2 10,25 C0911400.5012 | C0921400.5012
172 0.5000 13 110 25 9 7 11,8 €0911400.5013 | €0921400.5013
916 0.5625 12 110 26 11 9 13,3 €0911400.5014 | C0921400.5014
58 0.6250 11 110 27 12 9 14,8 C0911400.5015 | C0921400.5015
34 0.7500 10 125 30 14 11 17,85 C0911400.5016 | C0921400.5016
18 0.8750 9 140 32 18 14,5 20,9
1" 1.0000 8 160 36 18 14,5 239
~DIN2174 =———"""""y 340 340

Y{ FILIEREMREOHEIHTEYF P = 1 (mm) DA, T
-' B% 0,05 (mm) RENSTBIEEHRLET,

HEE TN OEMIE 317 R—IETELLS L,

We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
materials (such as aluminium cast alloys) for P = 24 threads/1" and coarser threads.

For further information regarding the recommended preparatory diameters,
see page 317.

"




#53&4 v 7 - Cold-Forming Taps EMUEE

Z
~DIN 2yyAMmIT

60°
UNG
; [=]#

ASME B1.1

\

N7 - Tolerance 2BX 2BX
d—F %" - Coating TIN-80 TIN-80
BeiTiE R £#1 - Cutting material
Technical information
FroTr— YV €/2-3 C/2-3
705 - 6 E/Q/P E/O
max. 3 X dy max. 3 x dq

RURSERFER il il
Thread depth and hole type L L L

) X2

|
P 1141 P 1141

K |21 K |21
TR —3, N _ e N 22,24-25 N 22,24-25
J 7’)'7’ Y3y, A+ W 312
Applications — material
| InnoForm InnoForm
0 d P IL% 2-Z-SN 2-Z-SN-1KZ
inch inch Gg/1" (tpi) l4 lo ¢ dy O J PM-TIN-80 PM-TIN-80
e 0.4375 14 100 18 8 6,2 10,25 C5212700.5012 | €5232700.5012
112 0.5000 13 110 20 9 7 11,8 C5212700.5013 | €523Z700.5013
916 0.5625 12 110 20 11 9 13,3
5/8 0.6250 11 110 22 12 9 14,8 C5212700.5015 | €523Z700.5015
34 0.7500 10 125 25 14 11 17,85 C5212700.5016 | €5232700.5016
18 0.8750 9 140 27 18 14,5 20,9
1" 1.0000 8 160 30 18 14,5 23,9
~DIN2174 W———""""" 3 34

) BORDBAIAEIEIE SHEATEE N
Cold-forming in through holes is possible only with external cooling/lubrication

A Sy w N 5.4 T We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
r{ PILSERFNEEOEUIMTEY F P =1 (mm) DHE. TR materials (such as aluminium cast alloys) for P = 24 threads/1" and coarser threads.

#E%Z 0,05 (mm) BENSLKIT B EEHRELET,

HEETNEOFMIE 317 R—YZETEI S For further information regarding the recommended preparatory diameters,
> atil - o

see page 317.
EMUGE
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A=\ 5= #&&5v7 - Cold-Forming Taps

60°
= DIN
U N F W -
ASME B1.1
I o/
I3
[
NZ= - Tolerance 2BX 2BX
d—7«>7%" - Coating TIN TIN
&R 341 - Cutting material HSSE HSSE
Technical information
Frvrr— BNV C/2:3 C/2-3
715 - @ E/O/P E/O/P
max. 3 x dy
RURSERFER Il
Thread depth and hole type L L
| |
P 1.1-31 P 1.1-31
N 15-16,2.2 N 15-16,2.2
F7Vr—ay - #EIE .
Applications — material w8 312
1 Driick Driick
0 dq P ILE 1-STEEL 1-STEEL-SN
inch inch  Gg/1" (tp) Iy I I o dy O - TIN TIN
Nr. 2 0.0860 64 45 7 12 2,8 2,1 2,02
Nr. 3 0.0990 56 50 9 14 2,8 2,1 2,32
Nr. 4 01120 48 56 11 18 815 2,7 2,62 B0911400.5037 | B0921400.5037
Nr. 5 0.1250 44 56 11 18 3,5 2,7 2,92
Nr. 6 0.1380 40 56 12 20 4 3 3,22 B0911400.5039 | B0921400.5039
Nr. 8 0.1640 36 63 13 21 4,5 3,4 3,85 B0911400.5040 | B0921400.5040
Nr.10  0.1900 32 70 15 25 6 49 4,45 B0911400.5041 | B0921400.5041
Nr.12  0.2160 28 80 16 30 6 4,9 51
1/4 0.2500 28 80 17 30 7 S 5,95 B0911400.5043 | B0921400.5043
5/16 0.3125 24 90 17 35 8 6,2 7,45 B0911400.5044 | B0921400.5044
38 0.3750 24 90 18 E5 10 8 9,05 B0911400.5045 | B0921400.5045
~DN2174 [l 346 346

=.a Ly e (12 5.A rh We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
r{ 17%)’;\0 Es%ﬁﬂ%%?? <é %%T‘:Eggi? |J %mgrp ) DBE TR materials (such as aluminium cast alloys) for P = 24 threads/1" and coarser threads.
) 152 =< o . . . .
] YT REOSEE 317 N—UE B SN, Egg fgg(gheer3 |1n;ormat|on regarding the recommended preparatory diameters,
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#53&4 v 7 - Cold-Forming Taps EMUGE

~DIN D%7Ju)i s

60°
21 [m]3 w[a] [ ]
ad 5 %
OFs4 [Ofce s

ASME B1.1 *

gl

N - Tolerance 2BX 2BX
d—5F+>%" - Coating TIN-80 TIN-80
BiTiE R 7 - Cutting material
Technical information
FroTr— YV C/2-3 c/2-3
705 - 6 E/Q/P E/O
max. 3 X dy max. 3 x dy

RURSERFER il il
Thread depth and hole type L L L

) X2

P 1.1-41 P 1.1-41
K 21 K 21

FTVr— 3y - HEIM N 22,2425 N 22,2425

Applications — material w8 312

i InnoForm InnoForm
0 d4 P L% ﬂ 1-Z-SN 1-Z-SN-IKZ
inch inch ~ Gg/1" (tpi) l4 lo I3 0 do O ] PM-TIN-80 PM-TIN-80
Nr. 2 0.0860 64 45 45 12 2,8 2,1 2,02
Nr. 3 0.0990 56 50 5 14 2,8 2,1 2,32
Nr. 4 0.1120 48 56 6 18 gie 2,7 2,62
Nr. 5 0.1250 44 56 7 18 35 2,7 2,92
Nr. 6 0.1380 40 56 7 20 4 3 3,22 B5212700.5039
Nr. 8 0.1640 36 63 8 21 4,5 34 3,85 B521Z700.5040
Nr.10  0.1900 32 70 10 25 6 49 4,45 B521Z700.5041 | B523Z700.5041
Nr.12  0.2160 28 80 10 30 6 49 5,1
174 0.2500 28 80 10 30 7 1) 5,95 B5212700.5043 | B5237700.5043
5/16 0.3125 24 90 10 35 8 6,2 7,45 B5212700.5044 | B523Z700.5044
38 0.3750 24 90 10 3B 10 8 9,05 B5212700.5045 | B5237700.5045

~DN2174 [l 347 347

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

N - o L3y BA e We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
r{ 1};}%\0 35%11%11!)?%;/?2& f ggi%@j@dg; ) DEEFR materials (such as aluminium cast alloys) for P = 24 threads/1" and coarser threads.
y 152 -~ o N . . .
T REROE 317 N— VRSB, Egg fgartghee; ;n;ormatlon regarding the recommended preparatory diameters,

EMUGE
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A=\ 5= #&&5v7 - Cold-Forming Taps

60°
=~ DIN
U N F W -
ASME B1.1
1 I s o ]
l2 o/
h
NZ= - Tolerance 2BX 2BX
d—F 7" - Coating TIN TIN
&R 341 - Cutting material HSSE HSSE
Technical information
Frvrr— BN C/2:3 C/2-3
7115 - @ E/O/P E/O/P
max. 3 x dy
RURSERFER Il
Thread depth and hole type L L
s
P HESAT | P AEEETE
N 15-16,22 N 15-16,2.2
F7Vr—ay - #EIE .
Applications — material w8 312
| Driick Driick
9 d P ILE 2-STEEL 2-STEEL-SN
inch inch Gg/1" (tpi) l4 lo 0 dy O J TIN TIN
716 0.4375 20 100 22 8 6,2 10,55 C0911400.5046 | C0921400.5046
172 0.5000 20 100 22 9 7 12,15 C0911400.5047 | C0921400.5047
916 0.5625 18 100 22 11 9 13,65 €0911400.5048 | €0921400.5048
58 0.6250 18 100 22 12 9 15,25 C0911400.5049 | C0921400.5049
34 0.7500 16 110 25 14 11 18,35 €0911400.5050 | C0921400.5050
18 0.8750 14 125 25 18 14,5 214
1" 1.0000 12 140 28 18 14,5 24,45
~DIN2174 a=———"""""y 344 344

Y{ FILIEREMREOHEIHTEYF P = 1 (mm) DA, T
-' B% 0,05 (mm) RENSTBIEEHRLET,

HEE TN OEMIE 317 R—IETELLS L,

We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
materials (such as aluminium cast alloys) for P = 24 threads/1" and coarser threads.
For further information regarding the recommended preparatory diameters,

see page 317.
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#53&4 v 7 - Cold-Forming Taps E M u G E

~DIN D%7Ju)i s

60°
UNF -

ASME B1.1

N7 - Tolerance 2BX 2BX
d—F %" - Coating TIN-80 TIN-80
BeiTiE R £#1 - Cutting material
Technical information
FroTr— YV €/2-3 C/2-3
705 - 6 E/Q/P E/O
max. 3 X dy max. 3 x dq

RUBRSERFAR 7] H 7] U
Thread depth and hole type L L L

—t ) =
P R | P AAAT
K 23 | K 2a

FTVr— 3y - HEIM N 22,2425 N 22,2425

Applications — material w8 312
| InnoForm InnoForm
0 d P IL% 2-Z-SN 2-Z-SN-1KZ
inch inch Gg/1" (tpi) l4 lo ¢ dy O 2] PM-TIN-80 PM-TIN-80
e 0.4375 20 100 13 8 6,2 10,55 C5212700.5046 | C5232700.5046
112 0.5000 20 100 13 9 7 12,15 C5212700.5047 | C523Z700.5047
916 0.5625 18 100 15 11 9 13,65
5/8 0.6250 18 100 15 12 9 15,25
34 0.7500 16 110 17 14 11 18,35
18 0.8750 14 125 17 18 14,5 214
1" 1.0000 12 140 20 18 14,5 24,45
=DIN2174 HENSST————uy 345 345

) BORDBAIAEIEIE SHEATEE N
Cold-forming in through holes is possible only with external cooling/lubrication

A Sy w N 5.4 T We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
r{ PILSERFNEEOEUIMTEY F P =1 (mm) DHE. TR materials (such as aluminium cast alloys) for P = 24 threads/1" and coarser threads.

#E%Z 0,05 (mm) BENSLKIT B EEHRELET,

HEETNEOFMIE 317 R—YZETEI S For further information regarding the recommended preparatory diameters,
> atil - o

see page 317.
EMUGE
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A=\ 5= #&&5v7 - Cold-Forming Taps

55°
DIN
G 2189
DIN EN ISO 228
1 I s o ]
l2 o/
h
N2 - Tolerance X X
d—F 7" - Coating TIN TIN
&R 341 - Cutting material HSSE HSSE
Technical information
Frvrr— BN C/2:3 C/2-3
7115 - @ E/O/P E/O/P
max. 3 x dy
RURSERFER Il
Thread depth and hole type L L
||
P HESAT | P AEEETE
N 15-16,2.2 N 15-16,2.2
TIVT— 3y - EIM .
Applications — material w8 312
O f Driick Driick
Nom.size @ dq P IL% 2-STEEL 2-STEEL-SN
0 dy mm  Gg/1" (tpi) l4 lo 0 dy O J TIN TIN
1116 7,72 28 90 17 6 49 7,25
1/8 9,73 28 90 18 7 55 9,25 C0911400.4035 | C0921400.4035
1/4 13,16 19 100 22 11 9 12,55 €0911400.4036 | C0921400.4036
38 16,66 19 100 22 12 9 16,05 €0911400.4037 | C0921400.4037
172 20,96 14 125 25 16 12 20,1 €0911400.4038 | C0921400.4038
5/8 22,91 14 125 25 18 14,5 22,05
34 26,44 14 140 28 20 16 25,6 €0921400.4040
718 30,20 14 150 28 22 18 29,35
1" 33,25 11 160 30 25 20 32,15 €0921400.4042

We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
materials (such as aluminium cast alloys) for P = 24 threads/1" and coarser threads.

For further information regarding the recommended preparatory diameters,
see page 317.

Y{ FILIEREMREOHEIHTEYF P = 1 (mm) DA, T
-' B% 0,05 (mm) RENSTBIEEHRLET,

HEE TN OEMIE 317 R—IETELLS L,
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ERE4 Y7 - Cold-Forming Taps

55°
DIN

G (BSP) ﬁ 2189

DIN EN IS0 228

Z
>y 0OmMmIT
geE | B
[=]

EMUGE

NZ= - Tolerance WX WX
d—F %" - Coating TIN-80 TIN-80
AT IEHR FH#7 - Cutting material HSSE #7K HSSE #7&
Technical information
Fryrr— YV C/2-3 C/2-3
705 - 6 E/Q/P E/O
max. 3 X dy max. 3 x dq
RURSERFER il il
Thread depth and hole type n ||
| | ) X
P R | P AAAT
K 23 | K 2a
TR —3, N _ e N 22,24-25 N 22,24-25
J 7’)'7’ Y3y, I W 312
Applications — material
FEOME B InnoForm InnoForm
Nom.size @ d4 P ILE 2-Z-SN 2-7-SN-1KZ
0 dy mm Gg/1" (tpi) l4 I 0 dp O ) PM-TIN-80 PM-TIN-80
G 116 7,72 28 90 10 6 49 7,25
178 9,73 28 90 10 7 55 9,25 C5212700.4035 | C523Z700.4035
174 13,16 19 100 15 1 9 12,55 C5212700.4036 | C5232700.4036
38 16,66 19 100 15 12 9 16,05 C5212700.4037 | C523Z700.4037
172 20,96 14 125 17 16 12 20,1 C521Z700.4038 | C523Z700.4038
5/8 22,91 14 125 17 18 14,5 22,05
34 26,44 14 140 20 20 16 25,6
18 30,20 14 150 22 22 18 29,35
1" 33,25 11 160 24 25) 20 32,15
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Cold-forming in through holes is possible only with external cooling/lubrication

Y{ FILIELENREDHEHIHMTEYF P> 1 (mm) DA, TR
' &% 0,05 (mm) RENST BT EEHRLET,
S TREOSRIE 317 R— VBB E N,

We recommend a smaller preparatory diameter by 0.05 mm for difficult to form
materials (such as aluminium cast alloys) for P = 24 threads/1" and coarser threads.

For further information regarding the recommended preparatory diameters,
see page 317.
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A=\ 5= #&&5v7 - Cold-Forming Taps

LK-M 4

EMUGEAR #& - EMUGE Standard P = 0,7mm
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INZE - Tolerance

d—F %" - Coating TIN TIN
&R 341 - Cutting material HSSE HSSE
Technical information
Frvrr— BNV C/2:3 C/2-3
715 - @ E/O/P E/O/P
max. 3 x dy
RURSERFER Il
Thread depth and hole type L L
||
P 1.1-31 P 1.1-31
N 15-16,2.2 N 15-16,2.2
TIVT— 3y - EIM .
Applications — material w8 312
1 Driick Driick
9 dyq P 1-STEEL 1-STEEL-SN
mm mm 4 lp I3 ¢ do O | TIN TIN
LK-M 3 0,5 56 11 18 33 2,7 2,85 B0911400.1046 | B0921400.1046
4 0,7 63 13 21 45 34 38 B0911400.1048 | B0921400.1048
5 0,8 70 15 25 6 49 48 B0911400.1050 | B0921400.1050
6 1 80 17 30 6 49 57 B0911400.1052 | B0921400.1052
8 1,25 90 20 35 8 6,2 7,6 B0911400.1054 | B0921400.1054
10 15 100 22 39 10 8 9,5 B0911400.1056 | B0921400.1056
4 7BT
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BT = 7 v IEREI®RZAE

BT = Wedge ramp inclined backwards

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

For further information regarding the recommended preparatory diameters,

see page 317.
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