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Total Tooling Solution UNICO

Icons legend

Thread type

B ...
& -
& 6 -

Thread tolerance

H2

IS0 tolerance

OH

OH tolerance

Spiral angle

AN
R15°

R15*
R15 degree

|/ /]
R10°

R10*
R10 degree

Cutting direction

RH  righthand

? rotation/cutting

6H

DIN tolerance

RH FORMING tolerance
|\ N\ JEERY

R35° R35 degree
V4 .o

L10* L10 degree

LH Left hand

C rotation/cutting

Chamfer forms
fm’ Form A (6 pitch) ﬁ Form B (5 pitch) ﬁ
Hole type / Thread depth
’ For blind holes For through holes
max.2xD max.2xD
Threading depth 2D Threading depth 2xD

Internal coolant

radial holes, for through holes

Through coolant tap with internal center and ﬂ

6HX

2B

B
R45°

L~/
L15°

Form D (4 pitch)

max.3xD

max.1.5xD

ST ONF o

BSF

6G

DIN tolerance DIN tolerance

2BX

ANSI tolerance ANSI tolerance

RAS*
R45 degree

L15°
L15 degree

Form C (2-3pitch) ™
csP

Form E (1.5-2 pitch)

max.2.5xD

Threading
depth max.2.5xD

Threading
depth max.3xD

max.1.5xD

; Threading depth 1.5xD

Threading depth 1.5xD

Through coolant tap with internal center hole,
for blind holes
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lcons legend

Stock status

. Ready To Ship taps lj Semi-finished taps [:] custom tap without stack

Tool material
High 3% Vanadium HSSE XXl HSSE BERCCy super powder
Speed Steel HSS co HSS PM metallurgy HSS metallurgy HSS

Standardisation categories for HSS
DIN ISO 11054 - Cutting tools

Manufacturing Steel ry ‘Chemical composition
processes : Class
HSS High speed steel with less than 4.5%Co and less than 2.6%V
Conventional
mahensed slesls HSS-E High speed steel with min.4,5% Coor min, 2.6%V
HSS-PM High speed steel wilh less than 4.5% Co and less than 2.6% V
Powder Metallurgical
T apemia s HSS-E-PM High speed steel with min.4.5% Co or min 2.6%V

Comparison of carbide distribution and car-bide size (M= 100x)

Conventionally cast material Powder-metallurgy material

> 3 3 -

Powder Metallurgy steel has small, evenly distributed carbides

Surface treatment

. T
Bright(uncoated) T N itanium Nitride Coating

Titanium Carbon . Titanium Aluminum Nitride
(gold-yellow) TlAIN

Nitride Coating ( Gray ) Coating ( Black)

TiN-coating yields a hardness of approx. 2400HV and also a heal resistant up to approx. 600°C
TIN The current coating is an excellent all-round coating for normal applications.

Colour : Golden Yellow

Coefficient of friction against steel : 0.4

TICN takes place of TIN when the conditions require the coating 1o have a different hardness and loughness,

The TICN-coating has a hardness of approx. 3,000 HV, but is heal resistance only holds up o approx. 400°C,
TICN meaning thal the TICN needs an excellent cooling system for a long service life

Colour : Blue-Grey .Coeflicient of friction against steel : 0.2

TIAIN has a hardness of approx.3,300 HV and is heal resistant up to approx. B00°C.
TIALN Machining at high lemperatures with insufficient cooling. or at high speed culling.

Colour : Greyish Balck

Coefficient of friction against steel : 0.5
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Total Tooling Solution UNICO

. HSSE HSSE HSSE HSSE HSSE HSSE
m T mtors S
Thread Tolerance 6H 28 | OH 28 6H 6H
Spiral angle R45° R45° R45° R45° RA5° R45°
Chamfer forms FormC FormC FormC FormC FormC FormC
Cutting direction RH RH RH RH RH RH
[ M Pageis Page 29 Page 39
[ MF | Page 18 Page 20 Page 40
Thread type UNC, UNF Page 27 Page 33
o e
z | PIPE(G,RcNPS,NPT)
s | DG HOE HNOE NEE HOE DS
m a Taps standard | DIN371/376/374 DIN371/376/374 Js Js  DIN371/376 DIN374
@ Recommended O Suitable
IS0 \iaterial | Group  Application m?
513 - P Nm
P.1 | Free culting steel 200 - 400 L] L] ® L] L] [ ]
Construction steel,
B | 350 - 700 . . ° . . .
= P3 | o ors sioel 350 - 850 . . B . . .
Steel
5 Al steel,
P.4 ki S 500 - 850 . . ° . . .
B | 850 - 1100 . . ° . o o
Alloyed steel,
P | RSt stea 1100 - 1400 o o} o o
M1 | Ferritic,martensitic < 850 =) [ ] ® L] @
M |SEinesS | m2 | Austenitic <850 o B . .
M3 | Fermitic-Austenitic (Duplex) | < 1100 [ ] [ L]
K.1 | Grey castiron < 450
K Castion K2  Nodular cast iron <850
K.3 | Malleable cast iron <850
N.1 | Aluminium wrought alloys < 500
N alloys N2 | g e <500 L
Aluminium cast
N3 | T costakov <600 o o o
Aloye™ | 5.4 | Titanium alloys <900
Sl o <1100
alloys i ckel alloys
HA | phoyed SIPRC 44.55 2
materials Alloyed steel, -
H2 | ploYed SiPc 56.62




ThreadingMaster*

Co Co Co Co Co Co Co Co Co
2B OH 28 6H 6H 6H OH OH 6H
R45° R45° R45° L45° R45% R35° R35* R35* R35° R35°
Form C Form C FormC FormC Form C FormC Form C FormC Form C FormC
RH RH RH LH RH RH RH RH RH RH
Page 59 Page 47 Page 53 Page 41 Page 60 Page 66 Page 56
Page 59 Page 42 Page 60
Page 50 Page 63
MR FEE WNEE -EE HMNE O OPE D HNE | HE
DIN371/376/374 Js JIs DIN371/376 DIN371/376 DIN371/376 DIN374 JIS JIS Extra-Long | DIN Extra-Long
5 ‘] u v L
L] L] L] L ] L] L ] L ] ] ®
L] L] L ] L ] L ] L ] L ] w L ]
L] L] [ ] [ ] @ L] L ] & L
L] L] L] L L] L] ® [ ] L]
(@] o} o] (o} o (o] O o] (o}
L] L] L ]




DHC
ThreadingMaster’

Total Tooling Solution UNICO

: HSSE HSSE HSSE HSSE HSSE HSSE
rn“ e | (B | [
Thread Tolerance BHX 6HX 6H OH 6H 6H
Spiral angle R15° R10° | Ri15° R15° R15° R15°
Chamfer forms FormC FormC Form C FormC FormC Form C
Cutting direction RH RH RH RH RH RH
M Page 21 Page 22 Page 19 Page 30 Page 43
MF Page 44
Thread type UNC, UNF
° BSW, BSF
2 PIPE(G,RSNPSNPT)
Sutae etren HEE O
m Taps standard DIN371/376 DIN371/376 DIN371/376 JIS DIN371/376 DIN374
@ Recommended O Suitable
SO praterial | Group  Application N/mm?
513 P n
P.1 | Free cutting steel 200 - 400
Construction steel,
P2 | case hardening steel 350 - 700
Carbon steel ,
' B4 | fliayed sl 500 - 850
' treated steel §
B |, 850 - 1100 . .
P.6 | e S el 1100 - 1400 .
M1 | Ferritic,martensitic < 850
M fg& M2 | Austenitic < B850
M3 | Fermitic-Austenitic (Duplex) | < 1100
K.1 | Grey castiron <450 L] L]
K Castiron K2 | Nodular cast iron < 850 . ® .
K.3 | Malleable cast iron <850 L] L]
Aluminium wrought alloys < 500
Aluminium cast alloys
T%<Sis12% =0
Aluminium cast alloys
12%<Si<17% <600
Titanium alloys <900 [ ]
Nickel alloys <1100 ™
Al steel, =
ness HRC 44-55
Al steel,
ha'%engss HRC 56-62 g
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6H 2B OH 2B [ 6H H2 6H 6H GHX BHX
R15° R15° R15° R15° R35° R35° L15° L15° L10°
FormC Form C FormC FormC i FormC FormC Form B Form B Form B Form B
RH RH RH RH } RH RH RH RH RH RH
Page 48 | Pagest | | | Pagees | Paget? Page20 | Page21  Page 22
Page 61 Page 69 Page 17
Page 52 Page 65
| Page54
FMEE FNEE MRS R ™ o] oo
DIN371/376  DIN371/376/374 JIs JIS D|N5‘|55 DIN371/376/374  DIN371/376 DIN371/376 DIN371/376
1
W
. | @ . . ®
. ° ® . .
. e . . .
® 1 ° . . .
. . . kS . -
| o) o ®
° °
° °
.
® .
. . |
(o] (o] L]
.
°




DHC
ThreadingMaster’

Total Tooling Solution UNICO

g HSSE HSSE HSSE HSSE HSSE HSSE
i =
Thvead Tolerance | 28 oH OH 28 6H 6H
Spiral angle [ Li5®
Chamfer forms l Form B FormB Form B FormB Form B FormB
Cutting direction RH RH RH RH RH RH
M ] Page 28 Page 31 Page 37
MF ] Page 28 Page 37 Page 38
Thread type UNC,UNF = Page 26 Page 32
° BSW, BSF
z PIPE(GRcNPS NPT)
Suface treament | (] (2] (RS | vl 2D (28 FEE HNE HE
m Taps standard | DIN371/376/374 JIs Jis Js DIN371/376 DIN374
t
\
Q I
Y |
]
i
®Recommended O Suitable il
1SO paterial | Group  Application e
513 - P H/m
P.1 | Free culting steel 200 - 400 L] L] L] L] @ ]
Construction steel,
P2 | Gaee Nederin sisel 350 - 700 ® . ® . ° ™
P3 | o ors sioel 350 - 850 . . B . . .
B pLg | Al sos, §00 - 850 © @ e . © °
- treated steel :
RS | e e, 850 - 1100 . . s = o o
P.6 | A S sicel 1100 - 1400 o o o o
M1 | Ferritic,martensitic < 850 ® L] ® (] ®
M |S2inesS | m2 | Austenitic <850 . » . .
M3 | Femitic-Austenitic (Duplex) | < 1100 [ ] ] L]
K.1 | Grey castiron < 450 ®
K Castiron K2 | Nodular cast iron <850 °
K.3 | Malleable cast iron <850 L]
Aluminium wrought alloys < 500
S| <o .-
Aluminium cast alloys
12%<Si<17% <800 o .
Titanium alloys <900
Nickel alloys <1100
Alloyed steel,
heses TG 44.55 s
Alloyed steel,
hatness FIRC 5662 :
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HSSE HSSE HSSE H33E HSSE HSSE HSSE
Co Co Co Co Co Co Co s
6H 6H 2B OH 2B OH 6H H2
Form B Form B FormB FormB FormB FormB FormB Form B FormB FormB
LH RH RH RH RH RH RH RH RH RH
Page 47 Page 48 Page 58 Page 66 Page 56 Page 68 Page 53
Page 58 Page 68
Page 49 Page 62
FMEDE O N HED - ol
DIN371/376 DIN371/376  DIN371/376/374 JIS JIS DIN Extra-Long DIN371/376
L] L] L ] L] [ ] L] L] L ] ]
L] L ] L ] L ] [ ] L ] L] L ] L
L] L] L] L ] [ ] L] L] L ] [ ]
L ] L ] L ] L ] [ ] L] L] L] [ ]
(@] o} (o] (o} o o (o]
L ] L ] L ] [ ] L 1 L] o] [o]
' e o
i
|
L]
o o o




DHC
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Total Tooling Solution UNICO

Thread Tolerance 6HX BHX 6H 6H 6H OH
Spiral angle
E Chamferforms | FormC FormC FomDC | FomDC Form D FormDC
Cutting direction RH RH RH RH RH RH
M Page 25 Page 23 Page 45 Page 57
MF | Page 23 Page 45 Page 46 Page 57
Thread type UNC, UNF
S -
z ' PIPE(GRoNPSNPT)
PR OB | WD WD @
Q Taps standard DIN DIN371/376  DING71/376 DIN374 Jis
%

® Recommended O Suitable

9 Material | Group | Application Nimm?
P.1 | Free cutting steel 200 - 400 L] L] ® [ ]
P2 | o rohel | 260-700 . . . s
P3 | o ors sioel 350 - 850 B . . 5
il pLg | Alicyed sos 500 - 850 e . © °
treated Steel
RS | A e, 850 - 1100 |
P8 | Al Stonk sioel 1100 - 1400 . [
M1 | Ferritic,martensitic < 850 {
M Stainless | vz | Austentic <850
| M3 | Femifc-Austenitic (Duplex) | <1100 {
K.1 | Grey castiron <450 [ ] ® L] L]
K Castiron K2 | Nodular castiron <850 .
K.3 | Malleable cast iron <850 . . o o o
Aluminium wrought alloys < 500
e
g | <o
Titanium alloys <900
Nickel alloys <1100
hardhess ARC 44-55 : .
hardness FIRC 56-62 - |
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H2 H2 H2 2B 28 RH 6HX 6g 6H
i
FormDC FormDC FormD FormD FormD FormDC FormDC FormBC
RH RH LH RH  RH RH
Page 70 Page 72 Page 72 | Page 34 Page 35 Page 76 Page 77
Page 71 ' Page 34 Page 35 Page 76
Page 73
Page 73
PEE MO "om
1S0529 150529 1S0529 Jis DIN DIN223 DIN338 DIN371/376
i
Vv
. . ° @ @ . . . .
° B © . ° . . . ®
. . . ° ° . . . .
® E . ® ° ° . . °
(o]
[.
° ° ‘
° ° ﬁ[ °
| |
2 . *
.
@ o]

10
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Total Tooling Solution UNICO

m Tool material HSSE HSSE HSSE
Thread Tolerance 6HX H2 6H 6H
Spiral angle
Chamfer forms FormADC FormADC FormAD G FormAC
Cutting direction RH RH RH RH
M Page 24 Page 74 Page 75
MF Page 75
Thread type UNC, UNF
° BSW, BSF
z PIPE(GRGNPSNPT)
Taps standard DIN352 1S0529 DIN352 DIN2181
Nr IBZ Nri
2 ‘.
@ Recommended O Suitable J =
1SO paterial | Group  Application N/mm?
513 B m
P.1 | Free culting steel 200 - 400 ° ® °
Construction steel,
P.2 | cihe hantening siel 350 - 700 ° ® °
P3| e tioel 350 - 850 » . .
L B4 | fliayed sl 500 - 850 o ° o
- treated steel 5
B |, 850 - 1100 . o o
P.6 | e S el 1100 - 1400 .
M1 | Ferritic,martensitic < 850
M ([Saless | M2 | Austenitc <850
M3 | Fermitic-Austenitic (Duplex) | < 1100
K.1 | Grey castiron <450 ® L] ® [ ]
K Castiron K2 | Nodular cast iron <850 ° °
K.3 | Malleable cast iron < 850 ° o
Aluminium wrought alloys < 500
Aluminium cast alloys
To%<Sis12% S8
Aluminium cast alloys
B 12%<Sis17% 6o
alloys Titanium alloys <900 (o]
Mo | 2 | Nickelalloys <1100
1 | Alloyed steel, )
H Hardened A ness HRC 44-55
materials Al steel,
H2 | hacleses HRC 56-62 7




High Performance HSSE-PM
Coating Machine Tap Series

High performance matrix materials, optimized cutting structure,
and suitable surface treatment provide you
with an efficient, durable, and reliable tapping experience

# Custom Thread Tolerance Zones(dH, 6G, 7G . 6H+0.1 etc)
i
* Custom taps with internal coolant .j $

# Custom taps with colored ring

12
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Total Tooling Solution UNICO

DIN 371 Spiral Point Machine Taps with reinforced shank

DIN371=10

5]
max D
wati  RH HSSE : ml :
M MF 6H ; BI5P e material surface treatment TN TIAIN Unit mm
Code Size P T L 1 11 k d1 a Flute do Stock
SC612001 M2 0.4 6H 45 8 13 2.8 2.1 1.6
SC612002 M2.5 0.45 6H 50 9 15 2.8 2.1 2.1
SC612003 M3 0.5 6H 56 11 18 3.5 2.7 2.5
SC612004 M4 0.7 6H 63 13 21 4.5 34 33
SC612005 MS 0.8 6H 70 16 25 6 4.9 4.2
SC612006 M6 1 6H 80 19 30 5P 6 4.9 3 5 [ ]
SC612007 M8 1.25 6H 90 22 35 8 6.2 6.8
SC612008 MF8*1 1 6H 90 22 35 8 6.2 7
SC612009 MI10 1.5 6H 100 24 39 10 8 8.5
SC612010 MF10*1 1 6H 90 16 39 10 8 9
SC612011 MF10*1.25 1.25 6H 100 24 39 10 8 8.8
DIN 376/374 Spiral Point Machine Taps with reduced shank
DIN376=12
le |D =

e
\— |

L

o

ﬂ
Max.3x0
wal RH HSSE " wll
M MF 6H ; B5p 4 ma1enal surface treatment TiN TIAIN

Unit: mm
Code Size P T L 1 k d1 a Flute do Stock
SC612101 MI12 1.75 6H 110 28 9 7 10.3
SC612102 MF12*1 1 6H 100 18 9 7 11
SC612103 MF12*1.25 1.25 6H 100 28 9 7 10.8
SC612104 MF12*1.5 1.5 6H 100 28 9 7 3 10.5
SC612105 M14 2 6H 110 30 11 9 12
SC612106 MF14%*1.5 1.5 6H 100 30 11 9 12.5
SC612107 M16 2 6H 110 32 12 9 14
SC612108 MF16*1.5 1.5 6H 100 32 sp 12 9 14.5 .
SC612109 MI18 2.5 6H 125 37 14 11 15.5
SC612110 MF18*1.5 1.5 6H 110 25 14 11 16.5
SC612111 M20 2.5 6H 140 37 16 12 17.5
SC612112 MF20%*1.5 1.5 6H 125 25 16 12 4 18.5
SC612113 M22 2.5 6H 140 38 18 14.5 19.5
SC612114 MF22%*1.5 1.5 6H 125 25 18 14.5 20.5
SC612115 M24 3 6H 160 45 18 14.5 21
SC612116 MEF24*1.5 1.5 6H 140 30 18 14.5 22.5

13
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DIN 371 R45° Spiral Flute Machine Taps with reinforced shank

" DIN371<10

1
ek~ — ],
gt |
[ U b
°
we2 =150

&

p
M. 2.5«
- | RH ‘ : .
ﬂ M MF 6H ‘ﬁ:‘ e e material 1 surtace Ireatment " Unit: mm
Code Size P T L 1 11 k d1 a Flute do Stock

SC512001 M2 0.4 6H 45 6 13 2.8 2.1 1.6
SC512002 M2.5 0.45 6H 50 6 15 2.8 2.1 2.1
SC512003 M3 0.5 6H 56 6 18 3.5 2.7 2.5
SC512004 M4 0.7 6H 63 8 21 4.5 3.4 3.3
SC512005 M5 0.8 6H 70 9 25 6 4.9 4.2
SC512006 M6 1 6H 80 11 30 2.5P 6 4.9 3 5 L]
SC512007 MS 1.25 6H 90 14 35 8 6.2 6.8
SC512008 MF8%*1 1 6H 90 14 35 8 6.2 7
SC512009 MI10 1.5 6H 100 16 39 10 8 8.5
SC512010 MF10*1 1 6H 90 16 39 10 8 9
SC512011 MF10*1.25 | 1.25 6H 100 16 39 10 8 8.8

DIN 376/374 R45° Spiral Flute Machine Taps with reduced shank

DIN376=212
lc D )
g:_m_ wes (= 9 Q)

R

60°
i’ i Max.2.sxn
M MF .R:‘ ?19‘ ﬁj’ material surface treatment TiN Unit: mm
Code Size P T L L k di a Flute do Stock

SC512101 MI12 1.75 6H 110 18 9 7 10.3

SC512102 MF12*1 1 6H 100 18 9 7 11

SC512103 MF12*1.25 1.25 6H 100 18 9 7 10.8

SC512104 MF12*1.5 1.5 6H 100 20 9 7 3 10.5

SC512105 M14 2 6H 110 20 11 9 12

SC512106 MF14*1.25 1.5 6H 100 20 11 9 12.5

SC512107 M16 2 6H 110 20 12 9 14

SC512108 MF16*1.5 1.5 6H 100 25 ) 5p 12 9 14.5 -
SC512109 MI18 2.5 6H 125 25 - 14 11 15.5

SC512110 MF18*1.5 1.5 6H 110 25 14 11 16.5

SC512111 M20 2.5 6H 140 25 16 12 17.5

SC512112 M20*1.5 1.5 6H 125 25 16 12 4 18.5

SC512113 M22 2.5 6H 140 25 18 14.5 19.5

SC512114 MF22*1.5 1.5 6H 125 25 18 14.5 20.5

SC512115 M24 3 6H 160 30 18 14.5 21

SC512116 MF24*1.5 1.5 6H 140 30 18 14.5 22.5

14
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ThreadingMaster’

Total Tooling Solution UNICO

DIN 371 R45° Spiral Flute Machine Taps with reinforced shank

le. DIN371=10
| | . I
Typel —<C] 1B (==
el
L 11 4
L - L L 4
e O S RUNT -
w2 Ee=————=—
|| Y
| 11 A =
L L |
i
ﬂ
[ GES L3 ] x
(S5 E 5 ]
VA M MF 6H %0 o — P 1 | TiCN fTiaIN P
Code Size P T L 1 11 Ic d1 a Flute do Stock
SC512001-E M2 0.4 6H 45 6 13 2.8 2.1 1.6
SC512002-E M2.5 0.45 6H 50 6 15 2.8 2.1 2.1
SC512003-E M3 0.5 6H 56 6 18 35 27 25
SC512004-E M4 0.7 6H 63 8 21 45 34 3.3
SC512005-E M5 0.8 6H 70 9 25 6 49 42
SC512006-E M6 1 6H 80 11 30 2.5P 6 49 3 5 Special
SC512007-E M8 125 6H 90 14 | 35 8 6.2 6.8
SC512008-F MF8*1 1 6H 90 14 | 35 8 6.2 7
SC512009-F MI10 1.5 6H | 100 16 | 39 10 8 8.5
SC512010-F MF10*1 1 6H 90 16 | 39 10 8 9
SC512011-E | MF10*1.25 125 6H | 100 16 | 39 10 8 8.8
DIN 376/374 R45° Spiral Flute Machine Taps with reduced shank
DIN3TE =212
p — lc [D |
| Ty
[ e— yee3 (T -—— 3 €
. : i
— L ﬁ’| \(
:”I.ET‘ i
IT‘...BJi]'EIB g
| [ SN canll | 1 .
SR M MF 6 Rds* _E T material surface freatment TiN TIAIN Unit: mm
Code Size P T L lc d1 a Flute do Stock
SC512101-E M12 1.75 6H 110 9 7 10.3
SC512102-E MF12*1 1 6H 100 9 7 11
SC512103-E MF12*1.25 1.25 6H 100 9 7 10.8
SC512104-E MF12%1.5 1.5 6H 100 9 7 3 10.5
SC512105-E M14 2 6H 110 11 9 12
SC512106-E MF14*1.25 1.5 6H 100 11 9 12.5
SC512107-E M16 2 6H 110 12 9 14
SC512108-E MF16*1.5 1.5 6H 100 25 5 5p 12 9 145 | o
SC512109-E MI8 2.5 6H 125 25 : 14 11 15.5 pecid
SC512110-E MF18*1.5 1.5 6H 110 25 14 11 16.5
SC512111-E M20 25 6H 140 25 16 12 17.5
SC512112-E MF20*1.5 1.5 6H 125 25 16 12 4 18.5
SC512113-E M22 25 6H 140 25 18 14.5 19.5
SC512114-E MF22%1.5 1.5 6H 125 25 18 14.5 20.5
SC512115-E M24 3 6H 160 30 18 14.5 21
SC512116-E MF24*1.5 1.5 6H 140 30 18 14.5 22.5




DIN 371 R15° Spiral Flute Machine Taps with reinforced shank

DHC
ThreadingMaster’

«  DIN371<10
1 8

Typel

Type 2

" M GH !R‘;? ‘ e _'1'3 material ﬁ surface treatment Unit: mm
Code Size P T L I 1 Ic di a Flute do Stock
SC512501 M3 0.5 56 6 18 3.5 2.7 2.5
SC512502 M4 0.7 63 8 21 4.5 34 33
SC512503 M5 0.8 70 9 25 6 4.9 4.2
SC512504 M6 1 80 11 30 6 4.9 5
SC512505 M8 1.25 6H 90 14 35 2.5P 8 6.2 3 6.8 L]
SC512521 M8*1 1 90 14 35 8 6.2 7
SC512506 MI10 1.5 100 16 39 10 8 8.5
SC512522 M10*1 1 90 16 39 10 8 9
SC512523 M10*1.25 | 1.25 100 16 39 10 8 8.8

DIN 376/374 R15° Spiral Flute Machine Taps with reduced shank

DIN376=12
le |D o
VoSl Type 3 = e S = @}
1 R O
27
. 2D
M GH ‘R?S? tas '!::l) material surfaca treatment TAIN Unit:mm
Code Size P T L | Ic d1 a Flute do Stock

SC512507 MI12 1.75 110 18 9 7 10.3
SC512524 MI12*1 1 100 18 9 7 11
SC512525 MI12*1.25 1.25 100 18 9 7 10.8
SC512526 MI12*1.5 1.5 100 18 9 7 3 10.5
SC512508 M14 2 110 20 11 9 12
SC512527 M14*1.5 1.5 100 20 11 9 12.5
SC512509 M16 2 110 20 12 9 14
SC512528 MI16*1.5 1.5 6H 100 20 2 5p 12 9 14.5 .
SC512510 M18 2.5 125 25 ' 14 11 15.5
SC512529 MI18*1.5 1.5 110 25 14 11 16.5
SC512511 M20 2.5 140 25 16 12 17.5
SC512530 M20*1.5 1.5 125 25 16 12 A 18.5
SC512512 M22 2.5 140 25 18 14.5 19.5
SC512531 M22*1.5 1.5 125 25 18 14.5 20.5
SC512513 M24 3 160 30 18 14.5 21
SC512532 M24*1.5 1.5 140 30 18 14.5 22.5

16
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Total Tooling Solution UNICO

DIN 371 Left-hand Spiral Flute Right Cutting Machine Taps

I DIN371=10
= E

Typel CE—P—=F

Type 2 E]::EE:E @

60°
ﬂ
Max.3aD
vara wa RH HSSE 'ﬂ@ '
M 6H L1g* ‘ B e mater\al surface treatment . bl
a

Unit: mm
Code Size P T L I 11 Ic dl Flute do Stock

SC512901 M3 0.5 56 11 18 3.5 2.7 2.5
SC512902 M4 0.7 63 13 21 4.5 34 33
SC512903 MS5 0.8 70 16 25 6 4.9 4.2
SC512904 M6 1 80 19 30 6 4.9 5

SC512905 M8 1.25 6H 90 22 5 5P 8 6.2 3 6.8 [
SC512921 M8*1 | 90 22 35 8 6.2 7

SC512906 MI10 1.5 100 24 39 10 8 8.5
SC512922 M10*1 | 90 16 39 10 8 9

SC512923 MI10*1.25 1.25 100 24 39 10 8 8.8

DIN 376/374 Left-hand Spiral Flute Right Cutting Machine Taps

DIN376=12

B —— = =59,

d

ﬁ
MAX_3xD
[ 77 wail RH | HSSE :
M 6H L1s* a5 « material el surface treatment l@‘ TIAIN

Unit: mm
Code Size P T L | Ic d1 a Flute do Stock

SC512907 MI12 1.75 110 28 9 7 10.3
SC512924 MI2*1 1 100 18 9 7 11

SC512925 MI12%*1.25 1.25 100 28 9 7 10.8
SC512926 MI12*1.5 1.5 100 28 9 7 3 10.5
SC512908 M14 2 110 30 11 9 12

SC512927 MI14*1.5 1.5 100 30 11 9 12.5
SC512909 M16 2 110 32 12 9 14

SC512928 MI16*1.5 1.5 6H 100 32 sp 12 9 14.5 .
SC512910 M18 2.5 125 37 14 11 15.5
SC512929 MI18*1.5 1.5 110 25 14 11 16.5
SC512911 M20 2.5 140 37 16 12 17.5
SC512930 M20*1.5 1.5 125 25 16 12 4 18.5
SC512912 M22 2.5 140 38 18 14.5 19.5
SC512931 M22*1.5 1.5 125 25 18 14.5 20.5
SC512913 M24 3 160 45 18 14.5 21

SC512932 M24*1.5 1.5 140 30 18 14.5 22.5




DHC

ThreadingMaster
DIN 371/376 R15° Spiral Flute Machine Taps (For Titanium alloys)
i DIN371=10
Typel == 0
’ [T .
Yo F w Type 2 E]?,._«' ey — 0
" 3 o ‘l.’u‘kl‘6
e EHEEEE @,
P,,
max txD
R RH HSSE :
M GHX RIS Tﬂ’ = material surface freatment Unit: mm
Code Size P T L I 1 Ic d1 a Flute do Stock
SC512501-Ti | DIN371 M3 | 0.5 56 6 18 3.5 2.7 2.5
SC512502-Ti | DIN371 M4 | 0.7 63 8 21 4.5 34 33
SC512503-Ti | DIN371 M5 | 0.8 70 9 25 6 4.9 4.2
SC512504-Ti | DIN371 M6 1 80 11 30 6 4.9 5
SC512505-Ti | DIN371 M8 | 1.25 90 14 35 8 6.2 3 6.8
SC512506-Ti |DIN371 M10| 1.5 6HX | 100 16 39 2.5P 10 8 8.5 m
SC512507-Ti |DIN376 M12| 1.75 110 18 9 7 10.3
SC512508-Ti |DIN376 M14| 2 110 20 11 9 12
SC512509-Ti |DIN376 M16| 2 110 20 / 12 9 14
SC512510-Ti |DIN376 M18| 2.5 125 25 14 11 4 15.5
SC512511-Ti |DIN376 M20| 2.5 140 25 16 12 17.5
DIN 371/376 Left Spiral Flute Right Cutting Machine Taps(For Titanium alloys)
4 DIN371<10
Typel -~ @
: - 1 i i1
M Type 2 Uz—':tjg 0]
e jo i ,a;;l
Ty'pe 3 —vl— T Oaz
5 . = “he
ﬁ
Max.3xD
vra wai  RH HSSE .
M s’ B P material surface Ireatment Unit: mm
Code Size P T s I 11 Ic d1 a Flute do Stock
SC512901-Ti | DIN371 M3 0.5 56 11 18 3.5 2.7 2.5
SC512902-Ti | DIN371 M4 0.7 63 13 21 4.5 3.4 33
SC512903-Ti | DIN371 M5 0.8 70 16 25 6 4.9 4.2
SC512904-T1 | DIN371 M6 1 80 19 30 6 4.9 5
SC512905-Ti | DIN371 M8 1.25 90 22 35 8 5.2 3 6.8
SC512906-Ti | DIN371 M10 1.5 6HX | 100 | 24 39 5P 10 8 8.5 =
SC512907-T1 | DIN376 M12| 1.75 110 | 28 9 7 10.3
SC512908-Ti | DIN376 M14 2 110 | 30 11 9 12
SC512909-Ti | DIN376 M16 2 110 | 32 / 12 9 14
SC512910-Ti | DIN376 M18 2.5 125 | 37 14 11 4 15.5
SC512911-Ti | DIN376 M20 2.5 140 | 37 16 12 17.5
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DHC

ThreadingMaster®

Total Tooling Solution UNICO

DIN 371/376 R10° Spiral Flute Machine Taps(For Nickel alloys)

M 6H

max 2x0

LN N
X R10* ‘

RH

HSSE
material B

DIN371=10

= surface freatment Unit: mm

Code Size P T L 1 1 Ic d1 a Flute do Stock
SC512501-Ni | DIN371M3| 0.5 56 6 18 3.5 2.7 25
SC512502-Ni | DIN371 M4 | 0.7 63 8 21 4.5 34 33
SC512503-Ni | DIN371 M5| 0.8 70 9 25 6 4.9 4.2
SC512504-Ni | DIN371 M6 | 80 11 30 6 4.9 5
SC512505-Ni | DIN371 M8 | 1.25 90 14 35 8 6.2 3 6.8
SC512506-Ni |DIN371 M10| 1.5 6HX | 100 16 39 2.5P 10 8 8.5 [
SC512507-Ni |DIN376 M12| 1.75 110 18 9 7 10.3
SC512508-Ni |DIN376 M14| 2 110 20 11 9 12
SC512509-Ni |DIN376 M16| 2 110 20 / 12 9 14
SC512510-Ni |DIN376 M18| 2.5 125 25 14 11 4 15.5
SC512511-Ni |[DIN376 M20| 2.5 140 25 16 12 17.5
DIN 371/376 Left Spiral Flute Right Cutting Machine Taps(For Nickel alloys)

& DIN371<10

T ————— Y vV VT Y|

M 6

max.xD

(77 i

RH

material ﬁ

L1 = surface treatment Unit: mm
Code Size P T L 1 11 Ic d1 a Flute do Stock

SC512901-Ni | DIN371 M3 0.5 56 11 18 3.5 2.7 2.5
SC512902-Ni | DIN371 M4 0.7 63 13 21 4.5 34 33
SC512903-Ni | DIN371 M5 0.8 70 16 25 6 4.9 4.2
SC512904-Ni | DIN371 M6 1 80 19 30 6 4.9 5
SC512905-Ni | DIN371 M8 1.25 90 22 35 8 6.2 3 6.8
SC512906-Ni | DIN371 M10 1.5 6HX 100 24 39 SP 10 8 8.5 =
SC512907-Ni | DIN376 M12| 1.75 110 28 9 7 10.3
SC512908-Ni | DIN376 M14 2 110 30 11 9 12
SC512909-Ni | DIN376 M16 2 110 32 / 12 9 14
SC512910-Ni | DIN376 M18| 2.5 125 37 14 11 4 15.5
SC512911-Ni | DIN376 M20| 2.5 140 37 16 12 17.5




DHC
ThreadingMaster

DIN 371 Straigcht Flute Machine Taps with reinforced shank(For Cast Iron)

i DIN371<10

5 iy
|
!

1d

P
Max 20
RH
e B L i
M MF BHX ’ ‘ oase - material surface treatment TIAIN Unit: mm

Code Size P T L I 1 Ic d1 a Flute do Stock
SC812003-Ci M3 0.5 56 11 18 3.5 2.7 2.5
SC812004-Ci M4 0.7 63 13 21 4.5 34 3 33
SC812005-Ci M5 0.8 70 16 25 6 4.9 4.2
SC812006-Ci M6 1 80 19 30 6 4.9 5
SC812007-Ci MS 1.25 | 6HX 90 22 35 2.5P 8 6.2 6.8 n
SC812008-Ci M8*1 1 920 22 35 8 6.2 7
SC812009-Ci MI10 1.5 100 24 39 10 8 4 8.5
SC812010-Ci MI10*1 1 90 16 39 10 8 9
SC812011-Ci | M10*1.25 1.25 100 24 39 10 8 8.8

DIN 376/374 Straight Flute Machine Taps with reduced shank(For Cast iron)

, DIN376=12
- .. e o,
i =

d

60"

<
ax 2xD
RH HSSE . .
- -
M MF BHX ’ ‘ Qase - material surface treatment TIAIN Unit mm

Code Size P T L | Ic d1 a Flute do Stock
SC812106-Ci MI12 1.75 110 28 9 7 10.3
SC812130-Ci MF12*1 1 100 18 9 7 11
SC812131-Ci | MF12*1.25 1.25 100 28 9 7 10.8
SC812132-Ci MF12*1.5 1.5 100 28 9 7 10.5
SC812107-Ci Ml4 2 110 30 11 9 12
SC812135-Ci MF14*1.5 1.5 100 30 11 9 12.5
SC812108-Ci MF16 2 110 32 12 9 14
SC812137-Ci MF16*1.5 1.5 100 32 12 9 14.5
SC812109-Ci MF18 2.5 LS 125 37 Ak 14 11 4 15.5 -
SC812139-Ci MF18*1.5 1.5 110 25 14 11 16.5
SC812110-Ci M20 2.5 140 37 16 12 17.5
SC812141-Ci MF20*1.5 1.5 125 25 16 12 18.5
SC812111-Ci M22 2.5 140 38 18 14.5 19.5
SC812144-Ci MF22*1.5 1.5 125 25 18 14.5 20.5
SC812112-Ci M24 3 160 45 18 14.5 21
SC812147-Ci ME24*1.5 1.5 140 30 18 14.5 22.5




DHC
ThreadingMaster®

Total Tooling Solution UNICO

DIN352 Set of 3 Straight Flute Taps (HRC40)
M<6

: |
3 s w Typel fi UJ i

60°

M=8
ﬁ
max.2xD
- - ‘ RH HSSE i 1
M BHX A D ‘ =t material surfaca treatment & — Unit: mm
P L

Code Size 1 Nrl | N2 F d1 a Flute do Stock
SC812201 M3 0.5 40 14 3.5 2.7 2.5
SC812202 M4 0.7 45 15 4.5 34 3 33
SC812203 M5 0.8 50 18 6 4.9 4.5
SC812204 M6 1 56 22 6 4.9 5
SC812205 M8 1.25 63 22 6 4.9 6.8
SC812206 MI10 1.5 70 24 6P 4P 2P 7 5.5 8.5 n
SC812207 MI12 1.75 75 28 9 7 10.2
SC812208 Ml14 2 80 30 11 9 4 12
SC812209 M16 2 80 32 12 9 14
SC812210 MI18 2.5 95 37 14 11 15.5
SC812211 M20 2.5 95 37 16 12 17.5

DIN Set of 2 Straight flute taps(HRC40)

1
1l
&

Typel

ﬁ
max.2xD
il - RH HSSE . u BT
MF SHX AGP cias ; , T material surface treatment TiN . TIAIN
a

Unit: mm
Code Size P L I Nrl F d1 Flute do Stock

SC812215 MF8%*1 1 63 22 6 4.9 7

SC812216 MF10*1 1 70 24 7 5.5 9

SC812217 MF10*1.25 1.25 70 24 7 5.5 8.8
SC812218 MF12*1 1 75 22 9 7 11

SC812219 MF12*1.25 1.25 75 28 9 7 10.8
SC812220 MF12*1.5 1.5 75 28 9 7 10.5
SC812221 MF14*1 1 80 22 11 9 13

SC812222 MF14*1.5 1.5 80 30 6P 2P 11 9 4 12.5 -
SC812223 MF16*1 1 80 22 12 9 15

SC812224 MF16*1.5 1.5 80 32 12 9 14.5
SC812225 MF18*1 1 95 22 14 11 17

SC812226 MF18%*1.5 1.5 95 37 14 11 16.5
SC812227 MF20*1 1 95 22 16 12 19

SC812228 MF20*1.5 1.5 95 37 16 12 18.5




DHC

ThreadingMaster
DIN Super PM Straight Flute Machine Taps (HRC52) 1 M<6
Type1 —E=TE] t B @
g 3 /‘ﬂ
/ p— — L V
c R
Typez '{7|7 7‘%“*“’ Rears (#:6
= N
.2 M=8
max.1.5xD
;iz; RH ‘ .
M BHX ?25? ; ! e material surface treatment Unit: mm
Code Size P T L I Ic d1 a Flute do Stock
SC812001 M3 0.5 6HX 46 11 35 2.7 2.5
SC812002 M4 0.7 6HX 52 13 4.5 34 4 33
SC812003 M5 0.8 6HX 60 16 6 4.9 4.2
SC812004 M6 1 6HX 62 19 6 4.9 5
SC812005 M8 1.25 | 6HX 70 22 6 4.9 6.8
SC812006 M10 1.5 6HX 75 24 2.5P 7 5.5 8.5 n
SC812007 Mi12 1.75 | 6HX 82 29 9 7 10.3
SC812008 Ml14 2 6HX 88 30 11 9 5 12
SC812009 MIl16 2 6HX 95 32 12 14
SC812010 M18 2.5 6HX 100 37 14 11 15.5
SC812011 M20 2.5 6HX 105 37 16 12 17.5
. . M=6
JIS Super PM Straight Flute Machine Taps(HRC52) N ﬂ‘
Typel L iij‘[i‘—* &<
Lig ’ f/
P ——— L »
wer EHEE=9 @,
L — X
L |
ﬁp“ M=8
max.1.5xD
- RH MEBTi
M GHX cew ; ‘ ] material surface freatment Unit: mm
Code Size P T L I Ic d1 a Flute do Stock
SC813001 M3 0.5 6HX 46 11 4 3.2 2.5
SC813002 M4 0.7 6HX 52 13 5 4 4 33
SC813003 MS5 0.8 6HX 60 16 5.5 4.5 4.2
SC813004 M6 1 6HX 62 19 6 4.5 5
SC813005 M8 1.25 6HX 70 22 6.2 5 6.8
SC813006 MI10 1.5 6HX 75 24 2.5P 7 5.5 8.5 =
SC813007 MI12 1.75 6HX 82 29 8.5 6.5 10.3
SC813008 Ml14 2 6HX 88 30 10.5 8 5 12
SC813009 M16 2 6HX 95 32 12.5 10 14
SC813010 MI18 2.5 6HX 100 37 14 11 15.5
SC813011 M20 2.5 6HX 105 37 15 12 17.5
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DHC
ThreadingMaster®

Total Tooling Solution UNICO

~ DIN 371 Spiral Point Machine Taps with reinforced shank(UNC/UNF)

DIN371=3/8

60"

P
mMax Jud
ﬁ UNC UNF 2B ‘ ﬂ j:'-!) material @ surface treatment i Unit: mm
Code Size P T L | 11 Ic d1 a Flute do Stock

SC622001 No4-40UNC 0.635 | 2B 56 11 18 3.5 2.7 2.30
SC622002 No5-40UNC 0.635 | 2B 56 11 18 3.5 2.7 2.60
SC622003 No6-32UNC 0.794 | 2B 56 12 20 4 3 2.80
SC622004 No6-40UNF 0.635 | 2B 56 12 20 4 3 2.90
SC622005 No8-32UNC 0.794 | 2B 63 13 21 4.5 34 3.40
SC622006 No8-36UNF 0.706 | 2B 63 13 21 4.5 34 3.50
S5C622007 Nol10-24UNC | 1.058 | 2B 70 16 24 6 4.9 3.90
SC622008 Nol0-32UNF | 0.794 | 2B 70 16 24 sp 6 4.9 3 4.10 .
SC622009 Nol12-24UNC | 1.058 | 2B 80 17 25 6 4.9 4.50
SC622010 Nol2-28UNF | 0.907 | 2B 80 17 25 6 4.9 4.60
SC622011 Y4-20UNC 1.27 2B 80 19 29 7 5.5 5.10
SC622012 Y4-28UNF 0.907 | 2B 80 19 29 7 5.5 5.50
SC622013 5/16-18UNC 1.411 2B 90 22 37 8 6.2 6.60
SC622014 5/16-24UNF 1.058 | 2B 90 22 37 8 6.2 6.90
SC622015 3/8-16UNC 1.588 | 2B 100 24 41 10 8 8.00
SC622016 3/8-24UNF 1.058 | 2B 100 24 41 10 8 8.50

~ DIN376/374 Spiral Point Machine Taps with reduced shank(UNC/UNF)

ﬂ’- !W DIN376=7/16
\e— | —
" le -

Type3 S - —-<H>__+_.__ @
:_J — X

| (1 L

Max. 3«

f i DI
UNC UNF 2B l i = mnateria B pe— TENJTIAIN T
d1 a

Code Size P T L | Ic Flute do Stock
SC622101 7/16-14UNC | 1.814 2B 100 25 8 6.2 9.40
SC622102 7/16-20UNF | 1.27 2B 100 25 8 6.2 9.90
SC622103 15-13UNC 1.954 2B 110 28 9 7 10.80
SC622104 ¥-20UNF 1.27 2B 110 28 9 7 3 11.50
SC622105 9/16-12UNC | 2.117 2B 110 30 11 9 12.20
SC622106 9/16-18UNF | 1411 2B 110 30 11 9 12.90
SC622107 5/8-11UNC | 2.309 2B 110 32 sp 12 9 13.60 .
SC622108 5/8-18UNF | 1411 2B 110 32 12 9 14.50
SC622109 ¥-10UNC 2.54 2B 125 37 14 11 16.5
SC622110 Y4-16UNF 1.588 2B 125 37 14 11 17.5
SC622111 7/8-9UNC | 2.822 2B 140 38 18 14.5 4 19.5
SC622112 7/8-14UNF | 1.814 2B 140 38 18 14.5 20.5
SC622113 1”-8UNC 3.175 2B 160 45 20 16 22.3
SC622114 1”-12UNF | 2.117 2B 160 45 20 16 23.3




DHC

ThreadingMaster’

= DIN 371 R45° Spiral Flute Machine Taps with reinforced shank(UNC/UNF)

DIN371=3/8

le

Typel —L-

P
13

Max.3xm

— — N . |
| = :
S Type 2 m Q
foo ] ¥
L n J i
60° L . .
ﬂ
X InDr
\ ' wat  RH HSSE i AN
P UNC UNF 28 t E e material surface treatment TiN ' Unit: mm
Code Size P T L I 11 Ic d1 a Flute do Stock
SC522001 No4-40UNC 0.635 2B 56 6 18 3.5 2.7 2.30
5C522002 No5-40UNC 0.635 2B 56 6 18 3.5 2.7 2.60
SC522003 No6-32UNC 0.794 2B 56 7 20 4 3 2.80
SC522004 No6-40UNF 0.635 2B 56 7 20 4 3 2.90
SC522005 No8-32UNC 0.794 2B 63 7 21 4.5 34 3.40
SC522006 No8-36UNF 0.706 2B 63 7 21 4.5 34 3.50
SC522007 Nol0-24UNC 1.058 2B 70 10 24 6 4.9 3.90
SC522008 Nol0-32UNF 0.794 2B 70 10 24 25p 6 4.9 3 4.10 Special
SC522009 Nol2-24UNC 1.058 2B 80 10 24 ’ 6 4.9 4.50 P
SC522010 Nol2-28UNF 0.907 2B 80 10 24 6 4.9 4.60
SC522011-E 1/4-20UNC 1.27 2B 80 12 29 7 5.5 5.10
SC522012-E 1/4-28UNF 0.907 2B 80 12 29 7 5.5 5.50
SC522013-E 5/16-18UNC 1.411 2B 90 14 37 8 6.2 6.60
SC522014-E 5/16-24UNF 1.058 2B 90 14 37 8 6.2 6.90
SC522015-E 3/8-16UNC 1.588 2B 100 16 41 10 8 8.00
SC522016-E 3/8-24UNF 1.058 2B 100 16 41 10 8 8.50
=~ DIN 376/374 R45° Spiral Flute Machine Taps with reduced shank(UNC/UNF)
= o
‘ y ;W DIN3767/16
lg; =
LB T %
——W S [4.| ) ._.i »

j UNC UNF 28 . (T) material surface freatment L Unit: mm

Code Size P T L I Ic d1 a Flute do Stock
SC522101-E 7/16-14UNC 1.814 2B 100 18 8 6.2 9.40
SC522102-E 7/16-20UNF 1.27 2B 100 18 8 6.2 9.90
SC522103-E 1/2-13UNC 1.954 2B 110 19 9 7 10.80
SC522104-E 1/2-20UNF 1.27 2B 110 19 9 7 3 11.50
SC522105-E 9/16-12UNC 2.117 2B 110 21 11 9 12.20
SC522106-E 9/16-18UNF 1.411 2B 110 21 11 9 12.90
SC522107-E 5/8-11UNC 2.309 2B 110 23 2 5p 12 9 13.60 Special
SC522108-E 5/8-18UNF 1.411 2B 110 23 ’ 12 9 14.50
SC522109-E 3/4-10UNC 2.54 2B 125 25 14 11 16.5
SC522110-E 3/4-16UNF 1.588 2B 125 25 14 11 17.5
SC522111-E 7/8-9UNC 2.822 2B 140 28 18 14.5 4 19.5
SC522112-E 7/8-14UNF 1.814 2B 140 28 18 14.5 20.5
SC522113-E 1”-8UNC 3.175 2B 160 31 20 16 22.3
SC522114-E 1”-12UNF 2.117 2B 160 31 20 16 23.3
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DHC
ThreadingMaster®

Total Tooling Solution UNICO

=~ DIN 371 R45° Spiral Flute Machine Taps with reinforced shank(UNC/UNF)

le DIN371=3/8

d

————— . 3 - - — +—

- 3 7
Typel <= |—1{—= {p_,

60° '
ﬁ max.2.5«0D
RH ' .
UNC UNF 28 "?5“ Wy " material ﬁ surface treatment TiN Unit: mm
Code Size P T L I 1 Ic a1 a Flute a0 | Stock

SC522001 No4-40UNC 0.635 2B 56 6 18 3.5 2.7 2.30
SC522002 No5-40UNC 0.635 2B 56 6 18 3.5 2.7 2.60
SC522003 No6-32UNC 0.794 2B 56 7 20 4 3 2.80
SC522004 No6-40UNF 0.635 2B 56 7 20 4 3 2.90
SC522005 No8-32UNC 0.794 2B 63 7 21 4.5 34 3.40
SC522006 No8-36UNF 0.706 2B 63 7 21 4.5 34 3.50
SC522007 No10-24UNC 1.058 2B 70 10 24 6 4.9 3.90
SC522008 Nol10-32UNF 0.794 2B 70 10 24 ) 5p 6 4.9 3 4.10 .
SC522009 Nol12-24UNC 1.058 2B 80 10 24 ' 6 4.9 4.50
SC522010 Nol12-28UNF 0.907 2B 80 10 24 6 4.9 4.60
SC522011 Y4-20UNC 1.27 2B 80 12 29 7 5.5 5.10
SC522012 Y4-28UNF 0.907 2B 80 12 29 7 5.5 5.50
SC522013 5/16-18UNC 1.411 2B 90 14 37 8 6.2 6.60
SC522014 5/16-24UNF 1.058 2B 90 14 37 8 6.2 6.90
SC522015 3/8-16UNC 1.588 2B 100 16 41 10 8 8.00
SC522016 3/8-24UNF 1.058 2B 100 16 41 10 8 8.50

~ DIN 376/374 R45° Spiral Flute Machine Taps with reduced shank(UNC/UNF)

r—w DIN37£32::?/16
W L P @\>
W -—-i \

L

Max.2.5«0

RH . e '
UNC UNF 28 T ’ T material HPsls‘E surfscetreatment L1 Unit: mm
Code Size P T L 1 Ic d1 a Flute do Stock
SC522101 7/16-14UNC 1.814 2B 100 18 8 6.2 9.40
SC522102 7/16-20UNF 1.27 2B 100 18 8 6.2 9.90
SC522103 ¥-13UNC 1.954 2B 110 19 9 7 10.80
SC522104 Y5-20UNF 1.27 2B 110 19 9 7 3 11.50
SC522105 9/16-12UNC 2.117 2B 110 21 11 9 12.20
SC522106 9/16-18UNF 1.411 2B 110 21 11 9 12.90
SC522107 5/8-11UNC 2.309 2B 110 23 5 5p 12 9 13.60 .
SC522108 5/8-18UNF 1.411 2B 110 23 ’ 12 9 14.50
SC522109 %-10UNC 2.54 2B 125 25 14 11 16.5
SC522110 %-16UNF 1.588 2B 125 25 14 11 17.5
SC522111 7/8-9UNC 2.822 2B 140 28 18 14.5 4 19.5
SC522112 7/8-14UNF 1.814 2B 140 28 18 14.5 20.5
SC522113 1”-8UNC 3.175 2B 160 31 20 16 22.3
SC522114 17-12UNF 2.117 2B 160 31 20 16 233
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DIN2174 Forming Thread Machine Taps

0TV

Type 3

ThreadingMaster’

N b

DHC

60°

VAR »

x M MF 6HX ’ ; e ‘o-» 'T) material pe——— Unit: mm

Code Size P T L I Blind Through d1 a do Stock

SC712001 M2 0.4 45 8 2.8 2.1 1.85
SC712002 M2.5 0.45 50 9 2.8 2.1 2.33
SC712003 M3 0.5 56 10 35 2.7 2.8
SC712004 M4 0.7 63 12 4.5 34 3.7
SC712005 M5 0.8 70 14 6 4.9 4.65
SC712006 M6 1 80 16 6 4.9 5.55
SC712007 MS 1.25 90 17 8 6.2 7.45
SC712008 M8*1 1 90 17 8 6.2 7.55
SC712009 M10 1.5 100 20 10 8 9.35
SC712010 M10*1 1 6HX 100 20 2P 4P 10 8 9.55 ]
SC712011 M10*1.25 1.25 100 20 10 8 9.45
SC712012 MI2 1.75 110 24 9 7 11.2
SC712013 M12%*] 1 110 24 9 7 11.55
SC712014 M12%1.25 1.25 110 24 9 7 11.45
SC712015 MI12*1.5 1.5 110 24 9 7 11.35
SC712016 M14 2 110 26 11 9 13.1
SC712019 M14*1.5 1.5 110 26 11 9 13.35
SC712020 Ml6 2 110 26 12 9 15.1
SC712022 MI16*1.5 1.5 110 26 12 9 15.35
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Cobalt HSS Machine Tap Series

High performance matrix materials, optimized cutting structure,
and suitable surface treatment provide you
with an efficient, durable, and reliable tapping experience

« Custom Thread Tolerance Zones(4H, 6G. 7G. 6H+0.1 etc)

# Custom taps with colored ring



DHC

ThreadingMaster’
DIN 371 Spiral Point Machine Taps with reinforced shank
«  DIN371<10
e G‘L
' T Tl —S———t—
P—i - l._,"‘l
L 1 A
- L -
4 : ©
- “'——'_:w e a4
Ry
— v
L L
s
max.3xD
waa  RH HSSE o~ ;
M MF 6H [ material surface traatment L Unit mm
Code Size P T L | 11 Ie d1 a Flute do Stock
SA612001 M2 0.4 6H 45 8 13 2.8 2.1 1.6
SA612002 M2.5 0.45 6H 50 9 15 2.8 2.1 2.1
SA612003 M3 0.5 6H 56 11 18 3.5 2.7 2.5
SA612004 M4 0.7 6H 63 13 21 4.5 3.4 3.3
SA612005 M5 0.8 6H 70 16 25 6 4.9 4.2
SA612006 M6 1 6H 80 19 30 5P 6 4.9 3 5 ]
SA612007 M8 1.25 6H 90 22 35 8 6.2 6.8
SA612008 MS8*1 1 6H 90 22 35 8 6.2 7
SA612009 M10 1.5 6H 100 24 39 10 8 8.5
SA612010 MI10*1 1 6H 90 16 39 10 8 9
SA612011 MI10*1.25 1.25 6H 100 24 39 10 8 8.8
DIN376 Spiral Point Machine Taps with reduced shank
T
uyl
,lhnmmm”l e |D -
pes (T8
: L
) — =
P
Max. b
ot RH HSSE [0 (e
M BH T material surface treatment | N Unit; mm
Code Size P T L | Ic d1 a Flute do Stock
SA612101 M4 0.7 6H 63 13 2.8 2.1 3.3
SA612102 MS 0.8 6H 70 16 3.5 2.7 4.2
SA612103 M6 1 6H 80 19 4.5 34 5.0
SA612104 M8 1.25 6H 90 22 6 4.9 3 6.8
SA612105 MI10 1.5 6H 100 24 7 5.5 8.5
SA612106 MI12 1.75 6H 110 28 9 7 10.3
SA612107 Ml14 2 6H 110 30 11 9 12.0
SA612108 M16 2 6H 110 32 5p 12 9 14.0 .
SA612109 MI18 2.5 6H 125 37 14 11 15.5
SA612110 M20 2.5 6H 140 37 16 12 17.5
SA612111 M22 2.5 6H 140 38 18 14.5 19.5
SA612112 M24 3 6H 160 45 18 14.5 4 21.0
SA612113 M27 3 6H 160 45 20 16 24
SA612114 M30 3.5 6H 180 48 22 18 26.5
SA612115 M33 3.5 6H 180 51 25 20 29.5
SA612116 M36 4 6H 200 57 28 22 32
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DIN374 Spiral Point Machine Taps with reduced shank

di1

e {1 &
1 W
[/ v L '
e ——
60°
P
MaxX.3x0
ﬂ MF GH ‘ ﬁ material surface treatment i Unit:mm
Code Size P T L 1 Ic dl a Flute do Stock
SA612121 MF4*0.5 0.5 6H 63 10 2.8 21 3.5
SA612122 MEF5*0.5 0.5 6H 70 11 35 2.7 4.5
SA612123 MF6*0.5 0.5 6H 80 13 45 34 55
SA612124 MFE6*0.75 0.75 6H 80 13 45 34 53
SA612125 ME8*0.75 0.75 6H 80 14 6 49 73
SA612126 MFg*1 1 6H 90 22 6 49 7.0
SA612127 MF10*0.75 0.75 6H 90 16 7 55 9.3
SA612128 MF10*1 1 6H 90 16 7 55 9.0
SA612129 MF10*1.25 1.25 6H 100 24 7 5.5 3 8.8
SA612130 MF12*1 1 6H 100 18 9 7 11.0
SA612131 MF12*1.25 1.25 6H 100 28 9 7 10.8
SA612132 MF12*¥1.5 1.5 6H 100 28 9 7 10.5
SA612133 MF14*1 1 6H 100 20 11 9 13.0
SA612134 MF14*1.25 1.25 6H 100 30 11 9 12.8
SA612135 MF14*1.5 1.5 6H 100 30 11 9 12.5
SA612136 MF16*1 1 6H 100 20 12 9 15.0
SA612137 MF16*1.5 1.5 6H 100 2 12 9 14.5
SA612138 MF18*1 1 6H 110 25 14 11 17.0
SA612139 MF18*1.5 1.5 6H 110 25 14 11 16.5
SA612140 MF20*1 1 6H 125 25 16 12 19.0
SA612141 MF20*1.5 1.5 6H 125 25 5P 16 12 18.5 [
SA612142 MF20%*2 2 6H 140 37 16 12 18.0
SA612143 MF22*1 1 6H 125 25 18 14.5 21.0
SA612144 MF22%1.5 1.5 6H 125 25 18 14.5 20.5
SA612145 MEF22%2 2 6H 140 38 18 14.5 20.0
SA612146 MEF24*1 1 6H 140 28 18 145 23.0
SA612147 MFE24*1.5 1.5 6H 140 28 18 14.5 225
SA612148 MF24*2 2 6H 140 45 18 14.5 22.0
SA612149 MF27*1 1 6H 140 28 20 16 4 26
SA612150 MFE27%1.5 1.5 6H 140 28 20 16 25.5
SA612151 ME27*2 2 6H 140 45 20 16 25
SA612152 MF30*%1 1 6H 150 28 2 18 29
SA612153 MF30%1.5 1.5 6H 150 28 2 18 28.5
SA612154 MF30%2 2 6H 150 28 2 18 28
SA612155 MF30%3 3 6H 180 48 22 18 27
SA612156 MEF33*1.5 1.5 6H 160 28 25 20 31.5
SA612157 MF33%2 2 6H 160 28 25 20 31
SA612158 MF33*3 3 6H 180 51 25 20 30
SA612159 MF36*1.5 1.5 6H 170 30 28 22 345
SA612160 MF36*2 2 6H 170 30 28 22 34
SA612161 MF36*3 3 6H 200 57 28 22 33
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DIN 371 R45°Spiral Flute Machine Taps with reinforced shank

l__ DIN371<10

o

d

50°
o
Max.2.5:«0
ﬂ M M F 6H ‘R}S"‘ ' :ul ’!:5 material surface treatment TiN Unit: mm
Code Size P T L | 11 lc d1 a Flute do Stock
SA512001 M2 0.4 6H 45 6 13 2.8 2.1 1.6
SA512002 M2.5 0.45 6H 50 6 15 2.8 2.1 2.1
SA512003 M3 0.5 6H 56 6 18 3.5 2.7 2.5
SA512004 M4 0.7 6H 63 8 21 4.5 34 33
SA512005 M5 0.8 6H 70 9 25 6 4.9 4.2
SA512006 M6 1 6H 80 11 30 2.5P 6 4.9 3 5 [
SA512007 MS 1.25 6H 90 14 35 8 6.2 6.8
SA512008 MEF8*1 1 6H 90 14 35 8 6.2 7
SA512009 MI10 1.5 6H 100 16 39 10 8 8.5
SA512010 MF10*1 1 6H 90 16 39 10 8 9
SA512011 MF10*1.25 1.25 6H 100 16 39 10 8 8.8

DIN376 R45°Spiral Flute Machine Taps with reduced shank
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60°
Max.2.5«<D '
RH o :
M 6 ‘R?S" ‘ :w T? material surface treatment L | Unit mm
Code Size P T L 1 Ic d1 a Flute do Stock

SAS512101 M4 0.7 6H 63 8 2.8 2.1 33
SA512102 MS 0.8 6H 70 9 3.5 2.7 4.2
SA512103 M6 1 6H 80 11 4.5 34 5.0
SAS512104 M8 1.25 6H 90 14 6 4.9 3 6.8
SAS512105 MI10 1.5 6H 100 16 7 5.5 8.5
SA512106 MI12 1.75 6H 110 18 9 7 10.3
SAS512107 Ml14 2 6H 110 20 11 9 12.0
SAS512108 MIl16 2 6H 110 20 2 5p 12 9 14.0 .
SA512109 MI8 2.5 6H 125 25 ’ 14 11 15.5
SA512110 M20 2.5 6H 140 25 16 12 17.5
SAS512111 M22 2.5 6H 140 25 18 14.5 19.5
SAS512112 M24 3 6H 160 30 18 14.5 4 21.0
SAS512113 M27 3 6H 160 30 20 16 24

SA512114 M30 3.5 6H 180 35 22 18 26.5
SAS512115 M33 3.5 6H 180 35 25 20 29.5
SAS512116 M36 4 6H 200 40 28 22 32
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DIN374 R45°Spiral Flute Machine Taps with reduced shank

lc °
mees (EEF— =13 @
. M

v \

60°

P

Max.2540

ﬂ MF 6 ..““5“ ; cos "‘:H) maTenal surface treatment & Unit: mm

Code Size P T L 1 Ic dl a Flute do Stock
SAS512121 MFE4*0.5 0.5 6H 63 8 28 2.1 3.5
SAS512122 MEFE5*0.5 0.5 6H 70 9 35 2.7 4.5
SAS512123 ME6*0.5 0.5 6H 80 11 4.5 34 5.5
SAS512124 ME6*0.75 0.75 6H 80 11 4.5 34 53
SAS512125 ME8*0.75 0.75 6H 80 14 6 49 7.3
SAS512126 MF8*1 1 6H 90 14 6 49 7.0
SAS512127 MF10*0.75 0.75 6H 90 16 7 5.5 93
SA512128 MF10*1 1 6H 90 16 7 55 9.0
SA512129 MF10%1.25 1.25 6H 100 16 7 55 3 8.8
SAS512130 MF12*1 1.5 6H 100 18 9 7 11.0
SAS512131 MF12%*1.25 1 6H 100 18 9 7 10.8
SAS512132 MF12%1.5 1.25 6H 100 18 9 7 10.5
SAS512133 MF14*1 1.5 6H 100 20 11 9 13.0
SAS512134 MF14%*1.25 1 6H 100 20 11 9 12.8
SAS512135 MF14*1.5 1.5 6H 100 20 11 9 12.5
SAS512136 MF16*1 1 6H 100 20 12 9 15.0
SAS512137 MF16*1.5 1.5 6H 100 20 12 9 14.5
SAS512138 MF18*1 1 6H 110 25 14 11 17.0
SAS512139 MF18*1.5 1.5 6H 110 25 14 11 16.5
SAS512140 MF20%*1 1 6H 125 25 16 12 19.0
SA512141 MF20*1.5 1.5 6H 125 25 2.5P 16 12 18.5 [
SA512142 MEF20%2 2 6H 140 25 16 12 18.0
SA512143 MEF22*1 1 6H 125 25 16 14.5 21.0
SA512144 MEF22*1.5 1.5 6H 125 25 18 14.5 20.5
SA512145 MEF22*2 2 6H 140 25 18 14.5 20.0
SA512146 MEF24*1 1 6H 140 25 18 14.5 23.0
SAS512147 ME24*1.5 1.5 6H 140 25 18 14.5 225
SAS512148 MFE24*2 2 6H 140 25 18 14.5 22.0
SAS512149 MF27*1 1 6H 140 28 20 16 4 26
SAS512150 MFE27*1.5 1.5 6H 140 28 20 16 255
SAS512151 MFE27*2 2 6H 140 28 20 16 25
SAS512152 MF30%*1 1 6H 150 28 22 18 29
SA512153 MF30*1.5 1.5 6H 150 28 22 18 28.5
SA512154 MEF30%2 2 6H 150 28 22 18 28
SA512155 MEF30*3 3 6H 180 35 22 18 27
SA512156 MEF33*1.5 1.5 6H 160 28 25 20 31.5
SA512157 MEF33*2 2 6H 160 28 25 20 31
SA512158 MEF33*3 3 6H 180 35 25 20 30
SA512159 ME36*1.5 1.5 6H 170 30 28 22 345
SA512160 ME36*2 2 6H 170 30 28 22 34
SA512161 MEF36*3 3 6H 200 40 28 22 33
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DIN 371 R35°Spiral Flute Machine Taps with reinforced shank
1 DIN371<10
Typel —C——F—{—| =
P i
l,, i

Type2 T —1 O

60°
b
Max.2540
RH .0 | SN .
ﬂ M M F 6H .';‘3;" ‘ ?ﬂ' T material surface treatment TiN ) Unit: mm
Code Size P T L 1 11 Ic d1 a Flute do Stock
SA512301 M2 0.4 6H 45 6 13 2.8 2.1 1.6
SA512302 M2.5 0.45 6H 50 6 15 2.8 2.1 2.1
SA512303 M3 0.5 6H 56 6 18 3.5 2.7 2.5
SA512304 M4 0.7 6H 63 8 21 4.5 3.4 3.3
SA512305 M5 0.8 6H 70 9 25 6 4.9 4.2
SA512306 M6 1 6H 80 11 30 2.5P 6 4.9 3 5 [
SA512307 M8 1.25 6H 90 14 35 8 6.2 6.8
SA512308 MF8*1 1 6H 90 14 35 8 6.2 7
SA512309 MI10 1.5 6H 100 16 39 10 8 8.5
SA512310 MF10*1 1 6H 90 16 39 10 8 9
SAS512311 MF10*1.25 1.25 6H 100 16 39 10 8 8.8

DIN376 R35°Spiral Flute Machine Taps with reduced shank

ype3 (=3 ©
S

60°

ﬁ Max25xd 4
SN ; w RH HSSE "m i
M 6 R3s* e - material R84 surface ireatment TINg ) Unit: mm
a

Code Size P T L 1 Ic d1 Flute do Stock
SAS512401 M4 0.7 6H 63 8 2.8 2.1 3.3
SAS512402 M5 0.8 6H 70 9 3.5 2.7 4.2
SAS512403 M6 1 6H 80 11 4.5 3.4 5.0
SAS512404 M8 1.25 6H 90 14 6 4.9 3 6.8
SAS512405 M10 1.5 6H 100 16 7 5.5 8.5
SA512406 MI12 1.75 6H 110 18 9 7 10.3
SAS512407 M14 2 6H 110 20 11 9 12.0
SAS512408 M16 2 6H 110 20 2 5p 12 9 14.0 -
SAS512409 M18 2.5 6H 125 25 ’ 114 11 15.5
SAS512410 M20 2.5 6H 140 25 16 12 17.5
SAS512411 M22 2.5 6H 140 25 18 14.5 19.5
SAS512412 M24 3 6H 160 30 18 14.5 4 21.0
SAS512413 M27 3 6H 160 30 20 16 24
SAS512414 M30 3.5 6H 180 35 22 18 26.5
SAS512415 M33 3.5 6H 180 35 25 20 29.5
SAS512416 M36 4 6H 200 40 28 22 32
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DIN374 R35°Spiral Flute Machine Taps with reduced shank

60°
V4
Max.25x0
(S5 RH > Rl
MF 6 s ‘ T2 material surface treatment & Unit: mm
Code Size P T L 1 lc dl a Flute do Stock

SA512421 MFE4*0.5 0.5 6H 63 8 2.8 2.1 35
SA512422 MFE5*0.5 0.5 6H 70 9 35 27 45
SAS512423 MF6*0.5 0.5 6H 80 11 4.5 34 5.5
SA512424 MFE6*0.75 0.75 6H 80 11 4.5 34 53
SAS512425 MFE8*0.75 0.75 6H 80 14 6 49 73
SA512426 MF8*1 1 6H 90 14 6 49 7.0
SA512427 MF10*0.75 0.75 6H 90 16 7 5.5 93
SA512428 MF10*1 1 6H 90 16 7 5.5 9.0
SA512429 MF10%1.25 1.25 6H 100 16 7 55 3 8.8
SA512430 MF12*1 1.5 6H 100 18 9 7 11.0
SA512431 MF12*1.25 1 6H 100 18 9 7 10.8
SA512432 MF12*1.5 1.25 6H 100 18 9 7 105
SAS512433 MF14*1 1.5 6H 100 20 11 9 13.0
SA512434 MF14%1.25 1 6H 100 20 11 9 12.8
SA512435 MF14*15 1.5 6H 100 20 11 9 12.5
SA512436 MF16*1 1 6H 100 20 12 9 15.0
SA512437 MF16*1.5 1.5 6H 100 20 12 9 145
SA512438 MF18*1 1 6H 110 25 14 11 17.0
SA512439 MF18%1.5 1.5 6H 110 25 14 11 16.5
SA512440 MF20*1 1 6H 125 25 16 12 19.0
SA512441 MF20%1.5 1.5 6H 125 25 2.5P 16 12 18.5 [ ]
SA512442 MF20%2 2 6H 140 25 16 12 18.0
SAS512443 MF22*1 1 6H 125 25 16 145 21.0
SA512444 MFE22%1.5 1.5 6H 125 25 18 145 205
SA512445 MF22%2 2 6H 140 25 18 145 20.0
SA512446 MEF24%*1 1 6H 140 25 18 145 23.0
SA512447 MF24*1.5 1.5 6H 140 25 18 145 22.5
SA512448 MF24*2 2 6H 140 25 18 145 22.0
SA512449 MF27*1 1 6H 140 28 20 16 4 26
SA512450 MF27*1.5 1.5 6H 140 28 20 16 255
SAS512451 MF27%2 2 6H 140 28 20 16 25
SA512452 MF30*1 1 6H 150 28 22 18 29
SAS512453 MF30%1.5 1.5 6H 150 28 22 18 28.5
SA512454 MF30%2 2 6H 150 28 22 18 28
SAS512455 MF30%*3 3 6H 180 35 22 18 27
SA512456 MF33*1.5 1.5 6H 160 28 25 20 31.5
SA512457 MF33*%2 2 6H 160 28 25 20 31
SA512458 MF33*3 3 6H 180 35 25 20 30
SA512459 MF36*1.5 1.5 6H 170 30 28 22 34.5
SA512460 MF36*2 2 6H 170 30 28 22 34
SA512461 MF36*3 3 6H 200 40 28 22 33
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DIN 371 R15°Spiral Flute Machine Taps with reinforced shank
1 DIN371=10
a o
1 T ¢ =T
. ~0RppApans st :_lT'
— | ]
! ESa— v T E 0
[ n ] 4
i
-
ﬂ
max.2xD
S RH HSSE ’ .
M MF 6H R15* ' :u' T material surface treatment TiN Unit mm
Code Size P T L 1 11 Ie d1 a Flute do Stock
SAS512501 M2 0.4 6H 45 6 13 2.8 2.1 1.6
SAS512502 M2.5 0.45 6H 50 6 15 2.8 2.1 2.1
SA512503 M3 0.5 6H 56 6 18 3.5 2.7 2.5
SA512504 M4 0.7 6H 63 8 21 4.5 3.4 3.3
SA512505 M5 0.8 6H 70 9 25 6 4.9 4.2
SA512506 M6 1 6H 80 11 30 2.5P 6 4.9 3 5 n
SA512507 M8 1.25 6H 90 14 35 8 6.2 6.8
SA512508 MF8*1 1 6H 90 14 35 8 6.2 7
SAS512509 MI10 1.5 6H 100 16 39 10 8 8.5
SAS512510 MF10*1 1 6H 90 16 39 10 8 9
SAS512511 MF10*1.25 1.25 6H 100 16 39 10 8 8.8
DIN376 R15°Spiral Flute Machine Taps with reduced shank
e mill& le D G P
Type 3 {'P T | e e e @
-
ﬁ W'M
(SN ] RH HSSE = -
M 6 R15* oy T material surface traatment TiN Unit: mm
Code Size P T L | Ic d1 a Flute do Stock
SAS512601 M4 0.7 6H 63 8 2.8 2.1 3.3
SA512602 M5 0.8 6H 70 9 3.5 2.7 4.2
SA512603 M6 1 6H 80 11 4.5 3.4 5.0
SA512604 M8 1.25 6H 90 14 6 4.9 3 6.8
SAS512605 MI10 1.5 6H 100 16 7 5.5 8.5
SA512606 MI12 1.75 6H 110 18 9 7 10.3
SAS512607 Ml14 2 6H 110 20 11 9 12.0
SAS512608 M16 2 6H 110 20 2.5p 12 9 14.0 .
SAS512609 MI18 2.5 6H 125 25 ’ 14 11 15.5
SAS512610 M20 2.5 6H 140 25 16 12 17.5
SAS512611 M22 2.5 6H 140 25 18 14.5 19.5
SAS512612 M24 3 6H 160 30 18 14.5 4 21.0
SAS512613 M27 3 6H 160 30 20 16 24
SAS512614 M30 3.5 6H 180 35 22 18 26.5
SAS512615 M33 3.5 6H 180 35 25 20 29.5
SAS512616 M36 4 6H 200 40 28 22 32

34



DHC

ThreadingMaster:

Total Tooling Solution UNICO

DIN374 R15°Spiral Flute Machine Taps with reduced shank

D o
71
Type 3 L __,|.__.Jr__,_ s =n+ ‘#Q
—_— == AN
60°
B
Unesilice .
MF 6 ‘R‘ﬁ.“ ‘ .:259 - material surface reatment & m Unit:mm
Code Size P T L I Ic dl a Flute do Stock

SA512621 MF4*0.5 05 6H 63 8 2.8 21 35
SAS512622 ME5*0.5 0.5 6H 70 9 35 2.7 45
SAS512623 MF6*0.5 0.5 6H 80 11 4.5 34 5.5
SA512624 MF6*0.75 0.75 6H 80 11 4.5 34 53
SA512625 MFE8*0.75 0.75 6H 80 14 6 49 73
SA512626 MF8*1 1 6H 90 14 6 49 7.0
SA512627 MF10*0.75 0.75 6H 90 16 7 5.5 93
SA512628 MF10*1 1 6H 90 16 7 5.5 9.0
SA512629 MF10%1.25 1.25 6H 100 16 7 5.5 3 8.8
SA512630 MF12*1 15 6H 100 18 9 7 11.0
SA512631 MF12%1.25 1 6H 100 18 9 7 10.8
SA512632 MF12*1.5 1.25 6H 100 18 9 7 10.5
SAS512633 MF14*1 1.5 6H 100 20 11 9 13.0
SA512634 MF14%1.25 1 6H 100 20 11 9 12.8
SA512635 MF14%1.5 15 6H 100 20 11 9 12.5
SA512636 MF16*1 1 6H 100 20 12 9 15.0
SA512637 MF16*1.5 15 6H 100 20 12 9 14.5
SA512638 MF18*1 1 6H 110 25 14 11 17.0
SA512639 MF18*1.5 1.5 6H 110 25 14 11 16.5
SA512640 MF20*1 1 6H 125 25 16 12 19.0
SAS512641 MF20%1.5 1.5 6H 125 25 2.5P 16 12 18.5 [
SA512642 ME20*2 2 6H 140 25 16 12 18.0
SA512643 MEF22%*1 1 6H 125 25 16 145 21.0
SA512644 MF22%1.5 1.5 6H 125 25 18 145 20.5
SA512645 MF22%2 2 6H 140 25 18 145 20.0
SA512646 MFE24%*1 1 6H 140 25 18 14.5 23.0
SA512647 MF24%1.5 1.5 6H 140 25 18 145 225
SA512648 MF24%*2 2 6H 140 25 18 145 22.0
SA512649 MF27*1 1 6H 140 28 20 16 4 26
SA512650 MF27*1.5 1.5 6H 140 28 20 16 255
SAS512651 ME27%2 2 6H 140 28 20 16 25
SA512652 MF30*1 1 6H 150 28 22 18 29
SAS512653 MF30%1.5 1.5 6H 150 28 22 18 28.5
SA512654 MF30*2 2 6H 150 28 22 18 28
SAS512655 MF30%*3 3 6H 180 35 22 18 27
SA512656 MF33%1.5 15 6H 160 28 25 20 31.5
SA512657 MF33%2 2 6H 160 28 25 20 31
SAS512658 MF33%3 3 6H 180 35 25 20 30
SA512659 MF36%*1.5 1.5 6H 170 30 28 22 34.5
SA512660 MF36*2 2 6H 170 30 28 22 34
SA512661 MF36*3 3 6H 200 40 28 22 33
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DIN 371 Straight Flute Machine Taps with reinforced shank

60°
max.2xD
- M M F BH ‘ i .c.w ?4? %z{) material IlBCsOE surface treatment TiN TIAIN Unit: mm
Code Size P T L 1 11 Ic dl a Flute do Stock

SA812001 M2 0.4 6H 45 8 13 2.8 2.1 1.6

SA812002 M2.5 0.45 6H 50 9 15 2.8 2.1 2.1

SA812003 M3 0.5 6H 56 11 18 3.5 2.7 2.5

SA812004 M4 0.7 6H 63 13 21 4.5 3.4 3.3

SA812005 M5 0.8 6H 70 16 25 6 4.9 4.2

SA812006 M6 1 6H 80 19 30 | 2.5P/4P 6 4.9 3 5 u
SA812007 M8 1.25 6H 90 22 35 8 6.2 6.8

SA812008 MF8*1 1 6H 90 22 35 8 6.2 7

SA812009 M10 1.5 6H 100 24 39 10 8 8.5

SA812010 MF10*1 1 6H 90 16 39 10 8 9

SA812011 MF10*1.25 1.25 6H 100 24 39 10 8 8.8

DIN376 Straight Flute Machine Taps with reduced shank
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- wa RH HSSE v lTienlT
M 6H ‘ i ca  owp - matenal surface treatment [T'N‘ e Unit: mm
S a

Code ize P T L 1 Ic d1 Flute do Stock
SA812101 M4 0.7 6H 63 13 2.8 2.1 3.3
SA812102 M5 0.8 6H 70 16 3.5 2.7 4.2
SA812103 M6 1 6H 80 19 4.5 3.4 5.0
SA812104 M8 1.25 6H 90 22 6 4.9 3 6.8
SA812105 M10 1.5 6H 100 24 7 5.5 8.5
SA812106 M12 1.75 6H 110 28 9 7 10.3
SA812107 M14 2 6H 110 30 11 9 12.0
SA812108 M16 2 6H 110 32 4P 12 9 14.0 .
SA812109 M18 2.5 6H 125 34 14 11 15.5
SA812110 M20 2.5 6H 140 34 16 12 17.5
SA812111 M22 2.5 6H 140 34 18 14.5 19.5
SA812112 M24 3 6H 160 38 18 14.5 4 21.0
SA812113 M27 3 6H 160 45 20 16 24
SA812114 M30 3.5 6H 180 48 22 18 26.5
SA812115 M33 3.5 6H 180 51 25 20 29.5
SA812116 M36 4 6H 200 57 28 22 32
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DIN374 Straight Flute Machine Taps with reduced shank

60°
P
ﬁ max.2xD
RH o .
MF 6H ‘ ‘ s -‘:’ = material surfaca treatment & Unit: mm
Code Size P T L I Ic dl a Flute do Stock
SA812121 MEF4*0.5 0.5 6H 63 10 2.8 2.1 3.5
SA812122 MEF5*0.5 0.5 6H 70 11 3.5 27 4.5
SA812123 ME6*0.5 0.5 6H 80 13 4.5 34 5.5
SA812124 ME6*0.75 0.75 6H 80 13 4.5 34 53
SA812125 MF8*0.75 0.75 6H 80 14 6 4.9 7.3
SA812126 MEF8*1 1 6H 90 22 6 4.9 7.0
SA812127 MF10*0.75 0.75 6H 90 16 7 5.5 93
SA812128 MF10*1 1 6H 90 16 7 55 9.0
SA812129 MF10*1.25 1.25 6H 100 24 7 55 3 8.8
SA812130 MF12*1 1.5 6H 100 18 9 7 11.0
SA812131 MF12*1.25 1 6H 100 28 9 7 10.8
SA812132 MF12*1.5 1.25 6H 100 28 9 7 10.5
SA812133 MF14*1 1.5 6H 100 20 11 9 13.0
SA812134 MF14*1.25 1 6H 100 30 11 9 12.8
SA812135 MF14*1.5 1.5 6H 100 30 11 9 12.5
SA812136 MF16*1 1 6H 100 20 12 9 15.0
SA812137 MF16*1.5 1.5 6H 100 32 12 9 14.5
SA812138 MF18*1 1 6H 110 25 14 11 17.0
SA812139 MF18*1.5 1.5 6H 110 25 14 11 16.5
SA812140 MF20*1 1 6H 125 25 16 12 19.0
SA812141 MEF20*1.5 1.5 6H 125 25 4P 16 12 18.5 L]
SA812142 ME20*2 2 6H 140 37 16 12 18.0
SAR812143 MEF22*1 1 6H 125 25 16 145 21.0
SA812144 MF22*1.5 1.5 6H 125 25 18 145 20.5
SA812145 ME22%2 2 6H 140 38 18 145 20.0
SA812146 MEF24*1 1 6H 140 28 18 145 23.0
SA812147 MEF24*1.5 1.5 6H 140 28 18 145 22.5
SA812148 ME24*2 2 6H 140 45 18 145 22.0
SA812149 MEF27*1 1 6H 140 28 20 16 4 26
SA812150 MF27*1.5 1.5 6H 140 28 20 16 25.5
SA812151 ME27%2 2 6H 140 45 20 16 25
SA812152 MEF30*1 1 6H 150 28 22 18 29
SA812153 ME30*1.5 1.5 6H 150 28 22 18 28.5
SA812154 MEF30%2 2 6H 150 28 22 18 28
SA812155 MEF30*3 3 6H 180 45 22 18 27
SA812156 ME33*1.5 1.5 6H 160 28 25 2 315
SA812157 MEF33*2 2 6H 160 28 25 20 31
SA812158 MEF33*3 3 6H 180 51 25 20 30
SA812159 MF36*1.5 1.5 6H 170 30 28 22 345
SA812160 ME36*2 2 6H 170 30 28 22 34
SA812161 MF36*3 3 6H 200 57 28 22 33
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DHC
ThreadingMaster’

DIN371/376 Left Cutting Spiral Point Machine Taps

DIN371=10

600
P
max.3xD
; i 2; o LH HSSE -~ .
M GH : Br Q7 material surface treatment TiN TIAIN Unit: mm
Code Size P T L | 11 Ic d1 a Flute do Stock
SA612701 M3 LH 0.5 6H 56 11 18 3.5 2.7 2.5
SA612702 M4 LH 0.7 6H 63 13 21 4.5 3.4 3.3
SA612703 M5 LH 0.8 6H 70 16 25 6 4.9 4.2
SA612704 M6 LH 1 6H 80 19 30 6 4.9 5
SA612705 M8 LH 1.25 6H 90 22 35 8 6.2 3 6.8
SA612706 MI10 LH 1.5 6H 100 24 39 5P 10 8 8.5 [ ]
SA612707 MI12 LH 1.75 6H 110 28 9 7 10.3
SA612708 MI14LH 2 6H 110 30 11 9 12
SA612709 Ml16 LH 2 6H 110 32 / 12 9 14
SA612710 MI8 LH 2.5 6H 125 37 14 11 4 15.5
SA612711 M20 LH 2.5 6H 140 37 16 12 17.5
DIN371/376 Left Cutting 1L.45° Spiral Flute Machine Tap
de DIN371=10
Typel ==k —|=> @

( d =
w Type 2 C‘iﬂ:E (0]

Type 3 ﬂT&D - E@

60°

P
max.2.5x0
LH 4 .
@ M 6H 'Lz" .c.'zv <O material surface treatment iy Unit mm
Code Size P T L 1 11 Ic d1 a Flute do Stock

SAS512701 M3 LH 0.5 6H 56 6 18 3.5 2.7 2.5
SAS512702 M4 LH 0.7 6H 63 8 21 4.5 34 33
SAS512703 M5 LH 0.8 6H 70 9 25 6 4.9 4.2
SAS512704 M6 LH 1 6H 80 11 30 6 49 5
SAS512705 M8 LH 1.25 6H 90 14 35 8 6.2 3 6.8
SAS512706 M10 LH 1.5 6H 100 16 39 2.5P 10 8 8.5 ]
SAS512707 MI12 LH 1.75 6H 110 18 9 7 10.3
SAS512708 M14 LH 2 6H 110 20 11 9 12
SAS512709 MI16 LH 2 6H 110 20 / 12 9 14
SAS512710 MI18 LH 2.5 6H 125 25 14 11 4 15.5
SAS512711 M20 LH 2.5 6H 140 25 16 12 17.5




DHC
ThreadingMaster®

Total Tooling Solution UNICO

DIN371/376 Spiral Point Machine Taps with alternating teeth

i DIN371=10

60°
ﬂ
max.3xD
wuat  RH HSSE Nl
. M 6H ‘ ase = maler\al surface treatment TiNl TIAIN Unit: mm
d1 a

Code Size P T L I 11 Ic Flute do Stock
SA692001 M3 AZ 0.5 6H 56 11 18 3.5 2.7 2.5
SA692002 M4 AZ 0.7 6H 63 13 21 4.5 34 33
SA692003 M5 AZ 0.8 6H 70 16 25 6 4.9 4.2
SA692004 M6 AZ 1 6H 80 19 30 6 4.9 5
SA692005 M8 AZ 1.25 6H 90 22 35 8 6.2 3 6.8
SA692006 MI10 AZ 1.5 6H 100 24 39 5P 10 8 8.5 u
SA692007 MI12 AZ 1.75 6H 110 28 9 7 10.3
SA692008 Ml14 AZ 2 6H 110 30 11 9 12
SA692009 Ml6 AZ 2 6H 110 32 / 12 9 14
SA692010 MI8 AZ 2.5 6H 125 | 37 14 11 : 15.5
SA692011 M20 AZ 2.5 6H 140 | 37 16 12 17.5

DIN371/376 R15° Spiral Flute Machine Tap with alternating teeth
1 DIN37T1<10

Typel ——Jr={——F=% -Gk

Type2 T—ILC = O

y —— DaNATE 12 )
le 0 61
\ ﬂ 3 T O
Type i e @f

Max.2xb
RH | :
M GH ‘R}" I:W T material surface Ireatment iy i @ Unit: mm
Code Size P T L 1 11 Ic d1 a Flute do Stock
SAS592001 M3 AZ 0.5 6H 56 6 18 3.5 2.7 2.5
SA592002 M4 AZ 0.7 6H 63 8 21 4.5 34 33
SAS592003 M5 AZ 0.8 6H 70 9 25 6 4.9 4.2
SAS592004 M6 AZ 1 6H 80 11 30 6 49 5
SA592005 M8 AZ 1.25 6H 90 14 35 8 6.2 3 6.8
SA592006 M10 AZ 1.5 6H 100 16 39 2.5P 10 8 8.5 ]
SA592007 MI12 AZ 1.75 6H 110 18 9 7 10.3
SA592008 Ml14 AZ 2 6H 110 20 11 9 12
SAS592009 M16 AZ 2 6H 110 20 / 12 9 14
SA592010 MI18 AZ 2.5 6H 125 25 14 11 4 15.5
SA59200 M20 AZ 2.5 6H 140 25 16 12 17.5

39




~DIN 371 Spiral Point Machine Taps with reinforced shank(UNC/UNF)

Typel

Type 2

DHC

ThreadingMaster’

DIN371+

=3/8

max.3xD
RH
UNC UNF 2B 'm‘sr T? material surface treatment Unit: mm
Code Size P T L 1 11 Ie do Stock
SA622001 No4-40UNC 0.635 | 2B 56 11 18 3.5 2.7 2.30
SA622002 No5-40UNC 0.635 2B 56 11 18 3.5 2.7 2.60
SA622003 No6-32UNC 0.794 2B 56 12 20 4 3 2.80
SA622004 No6-40UNF 0.635 2B 56 12 20 4 3 2.90
SA622005 No8-32UNC 0.794 | 2B 63 13 21 4.5 3.4 3.40
SA622006 No8-36UNF 0.706 | 2B 63 13 21 4.5 3.4 3.50
SA622007 No10-24UNC 1.058 | 2B 70 16 24 6 4.9 3.90
SA622008 Nol0-32UNF | 0.794 | 2B 70 16 24 - 6 4.9 . 4.10 .
SA622009 No12-24UNC 1.058 2B 80 17 25 6 4.9 4.50
SA622010 Nol12-28UNF 0.907 2B 80 17 25 6 4.9 4.60
SA622011 1/4-20UNC 1.27 2B 80 19 29 7 5.5 5.10
SA622012 1/4-28UNF 0.907 | 2B 80 19 29 7 5.5 5.50
SA622013 5/16-18UNC 1411 | 2B 90 22 37 8 6.2 6.60
SA622014 5/16-24UNF 1058 | 2B 90 22 37 8 6.2 6.90
SA622015 3/8-16UNC 1.588 2B 100 24 41 10 8 8.00
SA622016 3/8-24UNF 1058 | 2B 100 | 24 41 10 8 8.50
~DIN376/374 Spiral Point Machine Taps with reduced shank(UNC/UNF)
— Iw DIN376=7/16
e |D |
nwes = = Q
e {
P
mMax. 3«
RH i [ .
UNC UNF 28 g T2 material surface treatment i AR Unit: mm
Code Size P T L 1 11 Ic d1 a Flute do Stock
SA622101 | 7/16-14UNC | 1.814 2B 100 25 48 8 6.2 9.40
SA622102 7/16-20UNF 1.27 2B 100 25 48 8 6.2 9.90
SA622103 1/2-13UNC 1.954 2B 110 29 48 9 7 10.80
SA622104 1/2-20UNF 1.27 2B 110 29 48 9 7 3 11.50
SA622105 9/16-12UNC | 2.117 2B 110 30 48 11 9 12.20
SA622106 9/16-18UNF | 1.411 2B 110 30 48 11 9 12.90
SA622107 5/8-11UNC 2.309 2B 110 32 52 sp 12 9 13.60 .
SA622108 5/8-18UNF 1.411 2B 110 32 52 12 9 14.50
SA622109 | 3/4-10UNC | 2.54 2B 125 37 58 14 11 16.5
SA622110 | 3/4-16UNF | 1.588 2B 125 37 58 14 11 17.5
SA622111 7/8-9UNC | 2.822 2B 140 38 63 18 14.5 P 19.5
SA622112 | 7/8-14UNF | 1.814 2B 140 38 63 18 14.5 20.5
SA622113 1”-8UNC | 3.175 2B 160 | 45 66 20 16 22.3
SA622114 1”-12UNF 2.117 2B 160 45 66 20 16 23.3
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DHC
ThreadingMaster®

Total Tooling Solution UNICO

~DIN 371 R45° Spiral Flute Machine Taps with reinforced shank(UNC/UNF)

" DIN371=3/8

DHC THREAD MASTER
5/8-11UNC 2BX HSSE-PM FORI

i)\
Type2 I—H H @
| -
° L L J

Max25xp
RH .
UNC UNF 28 ‘R“‘S“ ?-’H? ,-J material surface treatment | TN / Unit:mm
Code Size P T L | 11 Ic d1 a Flute do Stock
SAS522001 No4-40UNC 0.635 2B 56 6 18 3.5 2.7 2.30
SAS522002 No5-40UNC 0.635 2B 56 6 18 3.5 2.7 2.60
SAS522003 No6-32UNC 0.794 2B 56 7 20 4 3 2.80
SA522004 No6-40UNF 0.635 2B 56 7 20 4 3 2.90
SA522005 No8-32UNC 0.794 2B 63 7 21 4.5 3.4 3.40
SAS522006 No8-36UNF 0.706 2B 63 7 21 4.5 34 3.50
SAS522007 No10-24UNC 1.058 2B 70 10 24 6 4.9 3.90
SAS522008 No10-32UNF 0.794 2B 70 10 24 2 5p 6 4.9 3 4.10 -
SAS522009 No12-24UNC 1.058 2B 80 10 25 ’ 6 4.9 4.50
SAS522010 No12-28UNF 0.907 2B 80 10 25 6 4.9 4.60
SAS522011 1/4-20UNC 1.27 2B 80 12 29 7 5.5 5.10
SAS522012 1/4-28UNF 0.907 2B 80 12 29 7 5.5 5.50
SAS522013 5/16-18UNC 1.411 2B 90 14 37 8 6.2 6.60
SAS522014 5/16-24UNF 1.058 2B 90 14 37 8 6.2 6.90
SAS522015 3/8-16UNC 1.588 2B 100 16 41 10 8 8.00
SAS522016 3/8-24UNF 1.058 2B 100 16 41 10 8 8.50
~DIN376/374 R45°Spiral Flute Machine Taps with reduced shank(UNC/UNF)
DHC THREAD MASTER ™Y
3-GUNC 2BX HSSE-PM"FORNH ~ < DIN376=7/16
a e |p =
Type3 LT 13 ©
— = 1 ! ,,_.l Q
DHC THREAD MASTER L [

3/4-10UNC 2BX HSSE-PM FORM-|

Max.25xD
(SN RH Lam :
UNF 2B “ou ‘ 'c'w T2 material surface treaiment b ‘ Unit: mm
Code Size P T L | 11 Ic d1 a Flute do Stock

SAS522101 7/16-14UNC | 1.814 2B 100 18 48 8 6.2 9.40
SA522102 7/16-20UNF 1.27 2B 100 18 48 8 6.2 9.90
SA522103 1/2-13UNC 1.954 2B 110 19 48 9 7 10.80
SAS522104 1/2-20UNF 1.27 2B 110 19 48 9 7 3 11.50
SA522105 9/16-12UNC | 2.117 2B 110 21 48 11 9 12.20
SA522106 9/16-18UNF | 1.411 2B 110 21 48 11 9 12.90
SAS522107 5/8-11UNC 2.309 2B 110 23 52 25p 12 9 13.60 .
SAS522108 5/8-18UNF 1411 2B 110 23 52 ' 12 9 14.50
SA522109 3/4-10UNC 2.54 2B 125 25 58 14 11 16.5
SA522110 3/4-16UNF 1.588 2B 125 25 58 14 11 17.5
SAS522111 7/8-9UNC 2.822 2B 140 28 63 18 14.5 4 19.5
SAS522112 7/8-14UNF 1.814 2B 140 28 63 18 14.5 20.5
SAS522113 1”-8UNC 3.175 2B 160 31 66 20 16 223
SA522114 1”-12UNF 2.117 2B 160 31 66 20 16 23.3
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DHC

ThreadingMaster’
~DIN 371 R35° Spiral Flute Machine Taps with reinforced shank(UNC/UNF)
i DIN371=3/8
. il a
e ﬁ‘m’ww Type 1 *F*—{i_ﬂ* — =
- : " £
NS T
- Type 2 ' Q
— v
o L L i |
P
Max.25x0
RH 2 ;
UNC UNF ZB ‘R;‘S" ’ zlﬁ? '0-) material surface treatment T'N | @ UI'II! mm
Code Size P T L | 11 Ic d1 a Flute do Stock
SA522301 No4-40UNC 0.635 2B 56 6 18 3.5 2.7 2.30
SAS522302 No5-40UNC 0.635 2B 56 6 18 3.5 2.7 2.60
SA522303 No6-32UNC 0.794 2B 56 7 20 4 3 2.80
SA522304 No6-40UNF 0.635 2B 56 7 20 4 3 2.90
SA522305 No8-32UNC 0.794 2B 63 7 21 4.5 3.4 3.40
SA522306 No8-36UNF 0.706 2B 63 7 21 4.5 34 3.50
SAS522307 Nol10-24UNC | 1.058 2B 70 10 24 6 4.9 3.90
SAS522308 Nol0-32UNF | 0.794 2B 70 10 24 2 5p 6 4.9 3 4.10 .
SA522309 Nol12-24UNC | 1.058 2B 80 10 25 ' 6 4.9 4.50
SA522310 Nol12-28UNF | 0.907 2B 80 10 25 6 4.9 4.60
SAS522311 1/4-20UNC 1.27 2B 80 12 29 7 5.5 5.10
SAS522312 1/4-28UNF 0.907 2B 80 12 29 7 5.5 5.50
SAS522313 5/16-18UNC 1.411 2B 90 14 37 8 6.2 6.60
SAS522314 5/16-24UNF 1.058 2B 90 14 37 8 6.2 6.90
SA522315 3/8-16UNC 1.588 2B 100 16 41 10 8 8.00
SA522316 3/8-24UNF 1.058 2B 100 16 41 10 8 8.50
~DIN376/374 R35° Spiral Flute Machine Taps with reduced shank(UNC/UNF)
— " “m DIN376=7/16
— S o Ic D 3
types EHET= 13
B S
o
max.25xD
RH : wul
’ UNC UNF 28 .;?5“ "‘-.W T material surface freatment TiN ] ﬁﬁ“ TIAIN Unit: mm
Code Size P T L 1 11 Ic d1 a Flute do Stock
SA522401 7/16-14UNC | 1.814 2B 100 18 48 8 6.2 9.40
SA522402 7/16-20UNF 1.27 2B 100 18 48 8 6.2 9.90
SAS522403 1/2-13UNC 1.954 2B 110 19 48 9 7 10.80
SAS522404 1/2-20UNF 1.27 2B 110 19 48 9 7 3 11.50
SA522405 9/16-12UNC | 2.117 2B 110 21 48 11 9 12.20
SA522406 9/16-18UNF 1411 2B 110 21 48 11 9 12.90
SA522407 5/8-11UNC 2.309 2B 110 23 52 2 5p 12 9 13.60 .
SA522408 5/8-18UNF 1.411 2B 110 23 52 ' 12 9 14.50
SA522409 3/4-10UNC 2.54 2B 125 25 58 14 11 16.5
SA522410 3/4-16UNF 1.588 2B 125 25 58 14 11 17.5
SA522411 7/8-9UNC 2.822 2B 140 28 63 18 14.5 4 19.5
SAS522412 7/8-14UNF 1.814 2B 140 28 63 18 14.5 20.5
SAS522413 1”-8UNC 3.175 2B 160 31 66 20 16 22.3
SAS522414 1”-12UNF 2.117 2B 160 31 66 20 16 23.3
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ThreadingMaster®

Total Tooling Solution UNICO

~DIN 371 R15° Spiral Flute Machine Taps with reinforced shank(UNC/UNF)

F DIN371=3/8
| o
S o 5
.). — b s Typel <———i——v v
—_— ik -3 p
e 5 ' hmmwv" T T
F = —
e — o
@"
P
max.2xD
[ N RH
UNC UNF 2B gy .c.cur T material surface treatment J Unit:mm
Code Size P T L 1 11 Ic d1 a Flute do Stock
SAS522501 No4-40UNC 0.635 2B 56 6 18 3.5 2.7 2.30
SAS522502 No5-40UNC 0.635 2B 56 6 18 3.5 2.7 2.60
SAS522503 No6-32UNC 0.794 2B 56 7 20 4 3 2.80
SAS522504 No6-40UNF 0.635 2B 56 7 20 4 3 2.90
SAS522505 No8-32UNC 0.794 2B 63 7 21 4.5 34 3.40
SAS522506 No8-36UNF 0.706 2B 63 7 21 4.5 34 3.50
SAS522507 No10-24UNC | 1.058 2B 70 10 24 6 4.9 3.90
SAS522508 Nol0-32UNF | 0.794 2B 70 10 24 2 5p 6 4.9 3 4.10 .
SAS522509 No12-24UNC | 1.058 2B 80 10 25 ' 6 4.9 4.50
SAS522510 Nol2-28UNF | 0.907 2B 80 10 25 6 4.9 4.60
SAS522511 1/4-20UNC 1.27 2B 80 12 29 7 5.5 5.10
SAS522512 1/4-28UNF 0.907 2B 80 12 29 7 5.5 5.50
SAS522513 5/16-18UNC 1.411 2B 90 14 37 8 6.2 6.60
SAS522514 5/16-24UNF 1.058 2B 90 14 37 8 6.2 6.90
SAS522515 3/8-16UNC 1.588 2B 100 16 41 10 8 8.00
SAS522516 3/8-24UNF 1.058 2B 100 16 41 10 8 8.50
~DIN376/374 R15° Spiral Flute Machine Taps with reduced shank(UNC/UNF)
Ic D L]
Twed rPH—t—1F— G
= >

ma 2xl
AN w RH HSSE ; enlti
UNE; |28 Ras* t ces - ma!enal surface treatment T'N‘ s Unit: mm

Code Size P T L 1 11 Ic d1 a Flute do Stock
SA522601 7/16-14UNC | 1.814 2B 100 18 48 8 6.2 9.40
SA522602 7/16-20UNF 1.27 2B 100 18 48 8 6.2 9.90
SA522603 1/2-13UNC 1.954 2B 110 19 48 9 7 10.80
SA522604 1/2-20UNF 1.27 2B 110 19 48 9 7 3 11.50
SA522605 9/16-12UNC | 2.117 2B 110 21 48 11 9 12.20
SA522606 9/16-18UNF 1411 2B 110 21 48 11 9 12.90
SA522607 5/8-11UNC 2.309 2B 110 23 52 2 5p 12 9 13.60 -
SA522608 5/8-18UNF 1411 2B 110 23 52 ’ 12 9 14.50
SA522609 3/4-10UNC 2.54 2B 125 25 58 14 11 16.5
SA522610 3/4-16UNF 1.588 2B 125 25 58 14 11 17.5
SA522611 7/8-9UNC 2.822 2B 140 28 63 18 14.5 4 19.5
SA522612 7/8-14UNF 1.814 2B 140 28 63 18 14.5 20.5
SA522613 1”-8UNC 3.175 2B 160 31 66 20 16 22.3
SA522614 17-12UNF 2.117 2B 160 31 66 20 16 23.3
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DHC

ThreadingMaster’
DIN371/376 R45° Spiral Flute Machine Taps(For Aluminium Wrought Alloys)
1 DIN37T1=10
Typel ] 5 : e
[ gt ] i
L L 1
P . T N Twe2 ET—IC I H O
\ _—— %\ sl - = >
: . - N a
o o ‘?XM.)F:-'S‘ e—
wes (EEEEE 7
60@ ype ‘+ & }‘j ;/
mMax_25xD
oA RH HSSE
M 6H %& T o material surface treatment Unit: mm
Code Size P T L 1 11 Ic d1 a Flute do Stock
SAS512001-Al M2 0.4 6H 45 6 13 2.8 2.1 1.6
SAS512002-Al M2.5 0.45 6H 50 6 15 2.8 2.1 2.1
SAS512003-A1 M3 0.5 6H 56 6 18 3.5 2.7 2.5
SAS512004-Al M4 0.7 6H 63 8 21 4.5 34 3.3
SA512005-A1 M5 0.8 6H 70 9 25 6 4.9 4.2
SAS512006-Al M6 1 6H 80 11 30 6 4.9 2 5
SA512007-A1 M8 1.25 6H 90 14 35 2.5P 8 6.2 6.8 [ ]
SAS512009-Al M10 1.5 6H 100 16 39 10 8 8.5
SA512106-Al MI12 1.75 6H 110 18 9 7 10.3
SAS512107-Al Ml14 2 6H 110 20 11 9 12
SAS512108-Al M16 2 6H 110 20 / 12 9 14
SAS512109-A1 MI18 2.5 6H 125 25 14 11 3 15.5
SAS512110-Al M20 2.5 6H 140 25 16 12 17.5
DIN371/376 Spiral Point Machine Taps(For Aluminium Wrought Alloys)
e DIN371: :0
Typel ~<E—=t[—|—F=> @
: 1 = 4 | b
- L -
E_——f’ Type2 (E3— 9 ©
- A S v
L
i i DIN3TS :
e TEEEE = O,
o - L 1 X
max_3xD
wad RH HSSE
M GH [T material surface freatment Unit. mm
Code Size P T L | 11 Ic d1 a Flute do Stock
SA612001-Al M2 0.4 6H 45 8 13 2.8 2.1 1.6
SA612002-A1 M2.5 0.45 6H 50 9 15 2.8 2.1 2.1
SA612003-Al M3 0.5 6H 56 11 18 3.5 2.7 2.5
SA612004-A1 M4 0.7 6H 63 13 21 4.5 3.4 3.3
SA612005-A1 M5 0.8 6H 70 16 25 6 4.9 4.2
SA612006-Al M6 1 6H 80 19 30 6 4.9 3 5
SA612007-Al M8 1.25 6H 90 22 35 5P 8 6.2 6.8 ]
SA612009-A1 M10 1.5 6H 100 24 39 10 8 8.5
SA612106-Al MI2 1.75 6H 110 28 9 7 10.3
SA612107-Al Ml14 2 6H 110 30 11 9 12
SA612108-Al M16 2 6H 110 32 / 12 9 14
SA612109-A1 MI18 2.5 6H 125 37 14 11 4 15.5
SA612110-Al M20 2.5 6H 140 37 16 12 17.5
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Total Tooling Solution UNICO

DINS156 Straight Flute Machine Taps with straight pipe thread

i
_—

R R R R TR R

o
——— M o — BN
\ s o~ ] /*/
55¢
RH HSSE e »"-— :
G ’ l Uy e material surface freatment TN AN Unit: mm
Pitch P
Code Size d No. of teeth/Inch| mm L I d1 Ic a Flute do Stock
SA872001 G 1/16-28 7.723 28 0907 90 22 6 4.9 3 6.7
SA872002 G 1/8-28 9.728 ) 90 20 7 5.5 8.7
SA872003 G 1/4-19 13.157 19 1337 100 22 11 9 11.7
SA872004 G 3/8-19 16.662 ) 100 22 12 2.5P 9 15.2 =
SA872005 G 1/2-14 20.955 14 1814 125 25 16 12 4 19
SA872006 G 3/4-14 26.411 ) 140 28 20 16 24.5
SA872007 G1-11 33.249 11 2.309 | 160 30 25 20 30.6
DINS156 Spiral Flute Machine Taps with straight pipe thread
_[ e ic G
I — N
% . 1 E | k\_\%‘,‘/
N . N o g
== l L
.
max.2xD
RN RH HSSE " tienl
G :'19 o 2 "\319"31 surface freatment TIN, TIAIN Unit: mm
. Pitch P
Code Size d No. of teeth/Inch| mm L I d1 Ic a Flute do Stock
SA572001 G 1/16-28 7.723 22 6 4.9 6.7
SA572002 G 1/8-28 9.728 2B 030 0 20 7 5.5 : 8.7
SA572003 G 1/4-19 13.157 19 11 9 11.7
SA572004 G 3/8-19 16.662 il M i 12 2.5P 9 15.2 L
SA572005 G 1/2-14 20.955 14 1.814 125 25 16 12 4 19
SA572006 G 3/4-14 26.411 ) 140 28 20 16 24.5
SA572007 G1-11 33.249 11 2.309 | 160 30 25 20 30.6
DINS156 Spiral Point Machine Taps with straight pipe thread
le
- S
mmibtbdddbdg 44
= ===
- | ‘ \‘\"--.j?:\/
P
i) RH HSSE -
G 'w R waierial surface treatment L | AN Unit: mm
. Pitch P
Code Size d No. of teeth/Inch| mm L I d1 Ic a Flute do Stock
SA672001 G 1/16-28 7.723 28 0.907 90 22 6 4.9 3 6.7
SA672002 G 1/8-28 9.728 ) 90 20 7 5.5 8.7
SA672003 G 1/4-19 13.157 19 1337 100 22 11 9 11.7
SA672004 G 3/8-19 16.662 ) 100 22 12 2.5P 9 15.2 [
SA672005 G 1/2-14 20.955 14 1814 125 25 16 12 4 19
SA672006 G 3/4-14 26.411 ) 140 28 20 16 24.5
SA672007 G1-11 33.249 11 2.309 | 160 30 25 20 30.6
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DHC

ThreadingMaster’
DIN5156 Straight Flute Machine Taps with tapper pipe thread
e B
4 \ ~SU— [ ex |
-
P
RH HSSE =1 .
Rc ]:W ; ‘ TP material surface treatment TiN Unit: mm
) Pitch P
Code Size d No. of teeth/Inchl mm L I Ig Ic d1 a Flute | Stock
SA882001 Rc 1/16-28 | 7.723 28 0.907 90 18 10.1 6 4.9 3
SA882002 | Rc1/8-28 |9.728 ‘ 90 [ 19] 13 7 5.5
SA882003 | Rc 1/4-19 |13.157 5 1337|100 | 28 | 21 11 9
SA882004 | Rc3/8-19 |16.662 ' 100 | 28 | 21 25P | 12 9 .
SA882005 | Rc1/2-14 [20.955 4 114125 | 35 | 25 16 12 4
SA882006 Rc 3/4-14 |26.441 ) 140 35 25 20 16
SA882007 Rc 1-11 33.249 11 2.309 | 160 45 32 25 20
DINS156 Straight Flute Machine Taps with straight pipe thread
le &
1 ©
= - ™ ——t—— = _ﬁ_@_
5]
RH HSSE - ,
NPS .;w ’ : 2 iaierial surface freatment TN I MAIN Unit: mm
. Pitch P
Code Size d No. of teeth/Inch| mm L I d1 Ic a Flute Stock
SA852001 | NPSC 1/8-27|10.242 27 0.941 90 20 7 5.5 8.7
SA852002 | NPSC 1/4-18 |13.616 18 1411 100 22 11 9 11.4
SA852003 | NPSC 3/8-18 | 17.055 ' 100 [ 22 | 12 | 9 4 | 148
SA852004 | NPSC 1/2-14 |21.223 » 1814|125 [ 25 | 16 ' 12 18.4 "
SA852005 | NPSC 3/4-14 | 26.568 ' 140 | 28 | 20 16 23.7
SA852006 | NPSC 1-11.5]33.227 11.5 2.209 | 160 30 25 20 29.8

DINS156 Straight Flute Machine Taps with taper pipe thread

T —

AAAAAAA

AAAAAAA

vvvvvvv

vvvvvvvvv

S
] 4
*
£k

~

NPT .o.zw ; : '.:H) material surface treatment ns ‘ Unit: mm
Code Size No. of te(l:tlltl;;lnfh mm L I Ig Ic dl a Flute | Stock
SA862001 NPT 1/16-27 27 0.941 90 18 12.0 6.0 4.9 3
SA862002 NPT 1/8-27 ) 90 19 12.1 7.0 5.5
SA862003 NPT 1/4-18 18 1411 100 28 17.4 11.0 9
SA862004 NPT 3/8-18 ) 100 28 17.6 2.5P 12.0 9 [ ]
SA862005 NPT 1/2-14 14 1.814 125 35 22.9 16.0 12 4
SA862006 NPT 3/4-14 ) 140 35 22.9 20.0 16
SA862007 NPT 1-11.5 11.5 2.209 | 160 45 27.4 25.0 20
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Total Tooling Solution UNICO

c ] q . DIN371=10
DIN Extra-long Spiral Point Machine Taps £ 8
Typel < - =nomEs @
1 T | L
L -
Type 2 lj;l = r=0
1 ‘7 .
DmiTa
ic (] ;1
wees {EHE=—53 O,
o —1 L 0 | *
P
Max. =D
wath  RH HSSE T onl
M 6H wsh e material surface freatment | ™ sy Unit:mm
Code Size P T L 1 11 Ic di a Flute do Stock
SA612003-LS M3*100 0.5 100 11 18 3.5 2.7 2.5
SA612004-LS M4*125 0.7 125 13 21 4.5 3.4 3.3
SA612005-LS M5*140 0.8 140 16 24 6 4.9 4.2
SA612006-LS M6*160 1 160 19 29 6 4.9 5
SA612007-LS M8*180 1.25 180 22 37 8 6.2 6.8
SA612009-LS M10*200 1.5 6H 200 24 41 5p 10 8 3 8.5 .
SA612103-LS M6*160 1 160 19 4.5 34 5
SA612104-LS M8*180 1.25 160 22 6 4.9 6.8
SA612105-LS M10*200 1.5 200 24 / 7 5.5 8.5
SA612106-LS M12*200 1.75 200 26 9 7 10.3
SA612107-LS M14*200 2 200 30 11 9 12
SA612108-LS M16*200 2 200 32 12 9 14
DIN Extra-long Spiral Flute Machine Taps
J_ DIN371=10
Typel —€—=H = O
L = 4 ] W
A S &W Type 2 FT—HI'I—;—E &
L L .
= B\ SN TN, P—
.o |
wees LB Q.
e [l ; — »
P
Max.25xD
v - RH HSSE (— [
M 6 RIS L e material surface treatment | TINg TIAM Unit: mm
Code Size P T L 1 1 Ic d1 a Flute do Stock
SA512003-LS M3*100 0.5 100 6 19 3.5 2.7 2.5
SA512004-LS M4*125 0.7 125 8 21 4.5 34 33
SA512005-LS MS5*140 0.8 140 9 24 6 4.9 4.2
SA512006-LS M6*160 1 160 11 29 6 4.9 5
SA512007-LS M8*180 1.25 180 14 37 8 6.2 6.8
SA512009-LS M10*200 1.5 6H 200 16 41 25p 10 8 3 8.5 -
SA512103-LS M6*160 1 160 11 ' 4.5 34 5
SA512104-LS M8*180 1.25 180 14 6 4.9 6.8
SA512105-LS M10*200 1.5 200 16 / 7 5.5 8.5
SA512106-LS M12#*200 1.75 200 18 9 7 10.3
SA512107-LS M14*200 2 200 20 9 12
SA512108-LS M16*200 2 200 20 9 14
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German Standard HSS-E High-Speed Steel Multi-Purpose
XM-SFT DIN HSS-E X Coating Spiral Flute Tap for Multi Purpose

-~ ~

i
- O

c/2-3p | | '
DIN || 6HX | |[~~rn fl' Keoatng P ln o K|

P L D, Ly L, K Ki
Order number D, il mm P - P mm mm N
XM020040045-035SFT M2 0.4 45 3.5 4 7.6 21 5 3
XM025045050-035SFT M2.5 0.45 50 3.5 4 9.3 21 5 3
XM030050056-035SFT M3 0.5 56 3.5 6 11 2.7 6 3
XM040070063-045SFT M4 0.7 63 45 7 14.8 34 6 3
XM050080070-06SFT M5 0.8 70 6 8 20.7 4.9 8 3
XM060100080-06SFT Mé 1.0 80 6 10 25 4.9 8 3
XM080100090-08SFT M8 1.0 90 8 12 35 6.2 9 3
XM080125090-08SFT M8 1.25 90 8 12 35 6.2 9 3
XM100100100-10SFT M10 1.0 100 10 15 39 8 11 3
XM100125100-10SFT M10 1.25 100 10 15 39 8 1 3
XM100150100-10SFT M10 15 100 10 15 39 8 11 3
XM120125110-09SFT M12 1.25 110 9 16 42 7 10 4
XM120150110-09SFT M12 15 110 9 16 42 7 10 4
XM120175110-09SFT M12 1.75 110 9 16 42 7 10 4
XM140150110-11SFT M14 1.5 110 11 20 50 9 12 4
XM140200110-11SFT M14 2.0 110 11 20 50 9 12 4
XM160150110-12SFT M16 15 110 12 20 55 9 12 4
XM160200110-12SFT M16 2.0 110 12 20 55 9 12 4

SELECT @ ® Main applications @ Other applications
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German Standard HSS-E High-Speed Steel Multipurpose Spiral Tap
XM-SFT DIN HSS-E X Coating Spiral Flute Tap for Multi Purpose

i
- O

c/2-3p | | '
DIN || 6HX | |[~~rn .~” Keoatng P ln o K|

P L D, Ly L, K Ki
Order number D, - mm mm mm P mm mm N
XM180150125-14SFT M18 1.5 125 14 25 63.5 11 14 4
XM180250125-14SFT M18 2.5 125 14 25 63.5 11 14 4
XM200150140-16SFT M20 1.5 140 16 25 70 12 15 4
XM200250140-16SFT M20 2.5 140 16 25 70 12 15 4
XM220150140-18SFT M22 1.5 140 18 25 70 14.5 17 4
XM220250140-18SFT M22 2.5 140 18 25 70 14.5 17 4
XM240200160-18SFT M24 2.0 160 18 30 80 14.5 17 4
XM240300160-18SFT M24 3.0 160 18 30 80 14.5 17 4
XM270300160-20SFT M27 3.0 160 20 30 80 16 19 4
XM300200180-22SFT M30 2.0 180 22 35 100 18 21 4
XM300350180-22SFT M30 3.5 180 22 35 90 18 21 4
XM360400200-28SFT M36 4.0 200 28 40 100 22 25 4
XM420450200-32SFT M42 4.5 200 32 45 100 27 24 5
XM450450220-36SFT M45 4.5 220 36 38 135 29 32 4
XM480500250-36SFT M48 5.0 250 36 40 140 29 32 4
XM520500250-40SFT M52 5.0 250 40 42 160 32 35 4
XM560550250-40SFT M56 5.5 250 40 a4 170 32 35 4
XM600550280-45SFT M60 55 280 45 46 180 32 35 4

SELECT @ ® Main applications @ Other applications
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German Standard HSS-E High-Speed Steel Multipurpose Tip Tap
XM-POT DIN HSS-E X Coating Spiral Point Tap for Multi Purpose

P 1 L 1
N et E— o

-

_BJ4-5P | |15 ) -
DIN 6HX AAA _!l Xcosting t ku»l —| KI |=

L,

P L D, L, L, K Kl
Order number D, o mm P - P mm mm N
XM020040045-035P0OT M2 0.4 45 3.5 4 10 21 5 3
XM025045050-035POT M2.5 0.45 50 3.5 4 13.5 21 5 3
XM030050056-035POT M3 0.5 56 3.5 9 19 2.7 6 3
XM040070063-045P0OT M4 0.7 63 4.5 12 22 34 6 3
XM050080070-06POT M5 0.8 70 6 13 26 4.9 8 3
XM060100080-06POT M6 1.0 80 6 15 31 4.9 8 3
XM080100090-08POT M8 1.0 90 8 18 36 6.2 9 3
XM080125090-08POT M8 1.25 90 8 18 36 6.2 9 3
XM100125100-10POT M10 1.25 100 10 20 40 8 11 3
XM100150100-10POT M10 1.5 100 10 20 40 8 11 3
XM120125110-09POT M12 1.25 110 9 23 43 7 10 4
XM120150110-09POT M12 1.5 110 9 23 43 7 10 4
XM120175110-09POT M12 1.75 110 9 23 43 7 10 4
XM140150110-11POT M14 1.5 110 11 25 50 9 12 4
XM140200110-11POT M14 2.0 110 11 25 50 9 12 4
XM160150110-12POT Ml6 1.5 110 12 25 56 9 12 4
XM160200110-12POT M16 2.0 110 12 25 56 9 12 4
XM180150125-14POT M18 1.5 125 14 30 63.5 11 14 4
XM180250125-14POT M18 2.5 125 14 30 63.5 11 14 4

SELECT @ ® Main applications @ Other applications
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German Standard HSS-E High-Speed Steel Multipurpose Tip Tap
XM-POT DIN HSS-E X Coating Spiral Point Tap for Multi Purpose

Pl
: N et E— o
B/4-5P = T
piN || kx| [[oorn ﬂ Koot P leu] ol
- L
’ L
P L D, L, L, K Kl
Order number D, il mm P - P mm mm N
XM200150140-16POT M20 15 140 16 30 71 12 15 4
XM200250140-16POT M20 2.5 140 16 30 71 12 15 4
XM220150140-18POT M22 15 140 18 25 70 14.5 17 4
XM220250140-18POT M22 2.5 140 18 25 70 14.5 17 4
XM240200160-18POT M24 2.0 160 18 36 80 14.5 17 4
XM240300160-18POT M24 3.0 160 18 36 80 14.5 17 4
XM270300160-20POT M27 3.0 160 20 36 80 16 19 4
XM300200180-22POT M30 2.0 180 22 42 90 18 21 4
XM300350180-22POT M30 35 180 22 42 90 18 21 4
XM360400200-28POT M36 4.0 200 28 50 120 22 25 5
XM420450200-32POT M42 45 200 32 45 100 27 24 4
XM450450220-36POT M45 45 220 36 38 135 29 32 4
XM480500250-36POT M48 5.0 250 36 40 140 29 32 4
XM520500250-40POT M52 5.0 250 40 42 160 32 35 4
XM560550250-40POT M56 5.5 250 40 44 170 32 35 4
XM600550280-45P0T M60 55 280 45 46 180 32 35 4

SELECT @ ® Main applications @ Other applications
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German Standard HSS-E High-Speed Steel Spiral Taps for Large Components
WG-SFT DIN HSS-E TiN Coating Spiral Flute Tap for Large Diameter Holes

—Ple 1

H eSS
. C[2-3P B : . *

DIN 6HX ‘/\/\ﬂ/q m TiN <7|-1—>l —= KI =

L,

-

P L D, [ L, K Kl
Order number D, mm mm mm mm mm mm mm N
MNHX300350250-22SFT38 M30 3.5 250 22 35 150 18 21 4
MNHX330200250-25SFT38 M33 2.0 250 25 35 150 20 23 4
MNHX330350250-25SFT38 M33 3.5 250 25 35 150 20 23 4
MNHX360400200-28SFT38 M36 4.0 200 28 40 100 22 25 4
MNHX360400250-28SFT38 M36 4.0 250 28 40 130 22 25 4
MNHX390400300-32SFT38 M39 4.0 300 32 40 180 24 27 4
MNHX420450300-32SFT38 M42 4.5 300 32 45 180 24 27 5
MNHX450450300-36SFT38 M45 4.5 300 36 45 180 29 32 5
XM480500300-36SFT M48 5.0 300 36 40 140 29 32 4

SELECT @ ® Main applications @ Other applications
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German Standard HSS-E High-Speed Steel X-Coated Spiral Taps for Large

Components

WG-SFT DIN HSS-E X Coating Spiral Flute Tap for Large Diameter Holes

M S H
o0 o oo

K

—Pla 1 L ¥

I e T

c23p | | ' |

DIN || 6HX | [and .:i ' Koot L K

: L
P L D, [ [ K Kl

Order number D, - mm mm mm mm mm mm N
MNHX300350250-22SFT M30 3.5 250 22 35 150 18 21 4
MNHX330350250-25SFT M33 3.5 250 25 35 150 20 23 4
MNHX360400200-28SFT M36 4.0 200 28 40 100 22 25 4
MNHX360400250-28SFT M36 4.0 250 28 40 130 22 25 4
MNHX390400300-32SFT M39 4.0 300 32 40 180 24 27 4
MNHX420450300-32SFT-6H M42 4.5 300 32 45 180 24 27 5
MNHX420450300-32SFT M42 4.5 300 32 45 180 24 27 5
MNHX450450300-36SFT-6H M45 4.5 300 36 45 180 29 32 5
MNHX450450300-36SFT M45 4.5 300 36 45 180 29 32 5

SELECT

@ ® Main applications @ Other applications
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German Standard HSS-E High-Speed Steel Internal Cooling Straight Flute Tap
(Short Chamfer)

MNCS-HT DIN HSS-E TiN Coating Axial Coolant Straight Flute Tap

-Pl 1 [ ¥

P % % 1
ARNANRONnHE

L O inivimhyatstaiaind D,

E/1.5-2P
DIN || 6HX || n TiN P l—u— ol
L
‘ L
P L D, Ly 15 K K
Order number D, mm mm mm mm mm mm mm N
MNCS050080070-06HT-B M5 0.8 70 6 13 25 4.9 8 3
MNCS060100080-06HT-B Mé 1.0 80 6 15 30 4.9 8 3
MNCS080125090-08HT-B M8 1.25 90 8 18 35 6.2 9 4
MNCS100150100-10HT-B M10 1.5 100 10 20 39 8 11 4
MNCS120175110-09HT-B M12 1.75 110 9 23 42 7 10 4
MNC120175200-09HT-B M12 1.75 200 9 23 100 7 10 3
MNCS140200110-12HT-B M14 2.0 110 12 20 55 9 12 4
MNCS160150110-12HT-B M16 1.5 110 12 25 55 9 12 4
MNCS160200110-12HT-B M16 2.0 110 12 25 55 9 12 4
MNCS180150125-16HT-B M18 1.5 125 16 25 70 12 15 4
MNCS180250125-16HT-B M18 2.5 125 16 25 70 12 15 4
MNCS200150140-16HT-B M20 1.5 140 16 30 70 12 15 4
MNCS200250140-16HT-B M20 2.5 140 16 30 70 12 15 4
MNCS220250140-18HT-B M22 25 140 18 36 80 14.5 17 5
MNCS240300160-18HT-B M24 3.0 160 18 36 80 14.5 17 4
MNCS270300160-20HT-B M27 3.0 160 20 36 80 16 19 4
MNCS300350180-22HT-B M30 3.5 180 22 42 90 18 21 4
MNCS360400200-28HT-B M36 4.0 200 28 48 100 22 25 5

SELECT @ ® Main applications @ Other applications
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German Standard HSS-E High-Speed Steel Cast Iron Dedicated Straight Flute Tap
QT-HT DIN HSS-E X Coating Straight Flute Tap for Cast Iron

[ ]

e s

C/2-3P | [ =
DIN || eHX || /fm fﬂ n Keoatng L N Jald
. _ L
’ L
P L D, L, L, K Kl
Order number D, il mm P - P mm mm N
QTMX030050056-035HT | M3 0.5 56 3.5 11 18 2.7 6 3
QTMX040070063-045HT | M4 0.7 63 4.5 13 21 3.4 6 3
QTMX050080070-06HT M5 0.8 70 6 15 25 4.9 8 4
QTMX060100080-06HT M6 1.0 80 6 17 30 4.9 8 4
QTMX080100090-06HT M8 1.0 90 6 17 36 4.9 8 4
QTMX080125090-08HT M8 1.25 90 8 20 35 6.2 9 a
QTMX100100090-07HT M10 1.0 90 7 18 36 5.5 8 a
0TMX100125100-07HT M10 1.25 100 7 22 40 5.5 8 4
QTMX100150100-10HT M10 1.5 100 10 22 39 8 11 4
QTMX120125100-09HT M12 1.25 100 9 22 40 7 10 4
QTMX120150100-09HT M12 1.5 100 9 22 40 7 10 a
QTMX120175110-09HT M12 1.75 110 9 24 a4 7 10 4
QTMX140150100-09HT M14 1.5 100 9 22 40 9 12 a
0QTMX140200110-11HT M14 2.0 110 11 26 44 9 12 4
0TMX160150100-12HT M16 1.5 100 12 22 40 9 12 4
QTMX160200110-12HT M16 2.0 110 12 27 44 9 12 4
QTMX180250125-14HT m18 2.5 125 14 30 50 11 14 4
QTMX200150125-16HT M20 1.5 125 16 25 50 12 15 4
QTMX200250140-16HT M20 2.5 140 16 32 54 12 15 4

SELECT

@ ® Main applications @ Other applications
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German Standard HSS-PM Powder High-Speed Steel Oil Groove Extrusion Tap
RXP-RT DIN HSS-PM X Coating Oil Groove Forming Roll Tap

« L
e e o oo
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D, (I I%O D,
c23p| |- = . (I
DIN || 6HX ||~ vq :I1 n conine 4 al!
- - L
L
P L D, Ly L, K Kl
Order number D, il mm P - P mm mm N
RXP030050056-035RT M3 0.5 56 35 6 18 2.7 6 5
RXP040070063-045RT M4 0.7 63 4.5 7 21 3.4 6 5
RXP050080070-06RT M5 0.8 70 6 8 25 4.9 8 5
RXP060100080-06RT M6 1.0 80 6 10 30 49 8 5
RXP080100090-08RT M8 1.0 920 8 10 36 49 7.8 5
RXP080125090-08RT M8 1.25 90 8 13 35 6.2 9 5
RXP100125100-07RT M10 1.25 100 7 13 40 55 7.8 6
RXP100150100-10RT M10 1.5 100 10 15 39 8 11 6
RXP120125100-09RT M12 1.25 100 9 13 40 7 9.8 6
RXP120150100-09RT M12 1.5 100 9 15 40 7 9.8 6
RXP120175110-09RT M12 1.75 110 9 18 44 7 9.8 6
RXP140150100-11RT M14 1.5 100 11 15 40 9 11.8 8
RXP140200110-11RT M14 2.0 110 11 20 44 9 11.8 8
RXP160150100-12RT M16 1.5 100 12 15 40 9 11.8 8
RXP160200110-12RT M16 2.0 110 12 20 44 9 11.8 8
RXP180150110-14RT M18 15 110 14 17 44 11 13.8 8
RXP200150125-16RT M20 15 125 16 17 50 12 14.8 8
RXP200250125-16RT M20 25 125 16 25 54 12 14.8 8

SELECT

@ ® Main applications @ Other applications
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Japanese Standard HSS-E High-Speed Steel Multipurpose American
Standard Spiral Tap

XM]J-SFT JIS HSS-E X Coating UNIFIED Spiral Flute Tap for Multi Purpose

P |

.C2-3r,| [
JIS | |H1-H5 f‘vq .~” Xecoatng Le] ot

L
Order number D;-P LIMIT mLm mrln mDm me r:rln N
XMJ#256C042-03SFT-H1 UNC 2-56 H1 42 95 3 25 5 2
XMJ#348C044-03SFT-H2 UNC 3-48 H2 44 95 3 25 5 2
XMJI#440C044-03SFT-H2 UNC 4-40 H2 44 95 3 25 5 3
XMJI#540C046-04SFT-H2 UNC 5-40 H2 46 11 4 32 6 3
XMJ#632C048-04SFT-H2 UNC 6-32 H2 48 13 4 32 6 3
XMJ#832C052-05SFT-H2 UNC 8-32 H2 52 13 5 4 7 3
XMJ#1024C060-055SFT-H2 UNC 10-24 H2 60 16 55 45 7 3
XMJ#1224C060-055SFT-H3 UNC 12-24 H3 60 16 55 45 7 3
XMJ010420C062-06SFT-H3 UNC 1/4-20 H3 62 19 6 45 7 3
XMJ051618C070-061SFT-H3 UNC 5/16-18 H3 70 22 6.1 5 3 3
XMJ030816C075-07SFT-H3 UNC 3/8-16 H3 75 24 7 55 8 3
XMJ071614C080-08SFT-H3 UNC 7/16-14 H3 80 25 8 6 9 3
XMJ010213C085-09SFT-H3 UNC 1/2-13 H3 85 29 9 7 10 3
XMJ091612C090-105SFT-H4 UNC 9/16-12 H4 90 30 10.5 8 11 3
XMJ050811C095-12SFT-H4 UNC 5/8-11 H4 95 32 12 9 12 3
XMJ030410C105-14SFT-H4 UNC 3/4-10 H4 105 37 14 11 14 4
XMJ070809C115-17SFT-H5 UNC 7/8-9 H5 115 38 17 13 16 4
XMJ010108C125-20SFT-H5 UNC 18 H5 125 45 20 15 18 4
XMJ1010808UN180-22SFT UN 1-1/8-8 H5 180 40 22 17 20 4
XMJ1010408UN180-24SFT UN 1-1/4-8 H5 180 40 24 19 22 4
XMJ1030808UN200-26SFT UN 1-3/8-8 H5 200 40 26 21 24 4
XMJ1010208UN200-30SFT UN 1-1/2-8 H6 200 40 30 23 26 4
XMJ1050808UN200-32SFT UN 1-5/8-8 H6 200 40 32 26 30 4
XMJ1030408UN200-35SFT UN 1-3/4-8 H6 200 50 35 26 30 4
XMJ1070808UN225-38SFT UN 1-7/8-8 H6 225 50 38 29 32 4
XMJ020108UN225-40SFT UN 2-8 H6 225 50 40 32 35 4

SELECT @ ® Main applications @ Other applications



ISOS529 Spiral Point Machine Taps
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ThreadingMaster

":ﬂ) material surface freatment TiN Unit: mm
Code Size P T L I 11 lc dl a Flute do Stock

572611001 M3 0.5 H2 48 11 18 315 25 25
§7611002 M4 0.7 H2 33 13 21 4 315 33
SZ611003 M5 0.8 H2 58 16 25 5 4 42
SZ611004 M6 1 H2 66 19 30 6.3 5 5
§$7611005 M8 1.25 H2 72 22 6.3 5 6.8
SZ611006 ME8*1 1 H2 72 22 6.3 5 7
SZ611007 M10 15 H2 80 24 8 6.3 85
SZ611008 MF10*1 1 H2 80 24 8 6.3 9
SZ611009 MF10*1.25 1.25 H2 80 24 6.3 3 88
87611010 Mi2 1.75 H2 89 29 9 7.1 103
SZ611011 MF12*1 1 H2 80 24 9 7.1 11
87611012 M12*1.25 1.25 H2 89 29 9 7.1 10.8
87611013 M12*1.5 15 H2 89 29 5P 9 7.1 105 o
87611014 Mi14 2 H2 95 30 112 9 12
SZ611015 MF14*1.5 15 H2 95 30 112 9 125
87611016 Mi16 2 H2 102 32 125 10 14
87611017 MF16*1.5 15 H2 102 32 125 10 145
SZ611018 Mi8 25 H2 112 37 14 112 155
87611019 MI18*1.5 15 H2 112 37 14 112 16.5
87611020 M20 25 H2 112 37 14 112 175
§7611021 M20*1.5 15 H2 112 37 14 112 185
87611022 M22 15 H2 118 38 16 125 ) 195
S$7611023 M22*1.5 15 H2 118 38 16 12.5 205
87611024 M24 3 H2 130 45 18 14 21
SZ611025 M24*1.5 15 H2 130 45 18 14 225
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Total Tooling Solution UNICO

ISO529 Spiral Point Machine Taps

M=8
60°
p
Mmax.2xp
ﬂ M MF H2 ;::‘ . ‘ Ji-H) material surface treatment TiN Unit: mm
Code Size P T 1L I 1 le dl a Flute do Stock

SZ511301 M3 0.5 H2 48 8 18 315 25 25
SZ511302 M4 0.7 H2 53 11 21 4 3.15 33
SZ511303 M5 0.8 H2 58 12 25 5 4 42
SZ511304 M6 1 H2 66 15 30 6.3 5 5
SZ511305 M8 1.25 H2 72 22 6.3 5 6.8
SZ511306 MF8*1 1 H2 72 22 6.3 5 7
SZ511307 M10 15 H2 80 24 8 6.3 85
SZ511308 MF10*1 1 H2 80 24 8 6.3 9
SZ511309 MF10%1.25 1.25 H2 80 24 8 6.3 3 88
SZ511310 M12 175 H2 89 29 9 71 103
SZ511311 MF12*1 1 H2 80 24 9 71 11
SZ511312 M12*%1.25 125 H2 89 29 9 71 10.8
SZ511313 M12*1.5 15 H2 89 29 25P 9 71 105 o
SZ511314 M14 2 H2 95 30 11.2 9 12
SZ511315 MF14*1.5 15 H2 95 30 11.2 9 125
SZ511316 M1ié 2 H2 102 32 12.5 10 14
SZ511317 MF16*1.5 15 H2 102 32 12.5 10 14.5
SZ511318 M18 25 H2 112 37 14 112 155
SZ511319 M18*1.5 15 H2 112 37 14 11.2 16.5
SZ511320 M20 25 H2 112 37 14 11.2 17.5
SZ511321 M20*1.5 15 H2 112 37 14 112 18.5
SZ511322 M22 15 H2 118 38 16 125 ! 195
SZ511323 M22*1.5 15 H2 118 38 16 125 205
SZ511324 M24 3 H2 130 45 18 14 21
SZ511325 M24*1.5 15 H2 130 45 18 14 225
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DIN EN 22568(DIN 223) Right Hand Round Die
Bgn
ﬂ M 6g ":-H> material surface freaiment Unit: mm
Code Size P T D E Flute Stock

SZ912101 M2 0.4 12 3

S7912001 M3 0.5 20 5

S$7912002 M4 0.7 20 5 ’

SZ912003 MS5 0.8 20 7

SZ912004 M6 1 20 7

SZ912005 M8 1.25 25 9

SZ912006 M8*1 1 25 9

SZ912007 M10 1.5 30 11

SZ912008 M10*1.25 1.25 30 11 2

SZ912009 M10*1 1 30 11

SZ912010 Mi2 1.75 38 14

S$7912011 MI12*1.5 1.5 38 14

S7Z912012 M12*1.25 1.25 6g 38 14 ]
SZ912013 M12*1 1 38 14

SZ912014 M14 2 38 14

SZ912015 M14*1.5 L5 38 14

SZ912016 M16 2 45 18

SZ912017 M16*1.5 1.5 45 18 :

SZ912018 M18 2.5 45 18

SZ912019 MI18*1.5 1.5 45 18

SZ912020 M20 2.5 45 18

S$7912021 M20*1.5 1.5 45 14

S7912022 M20%*2 2 45 14 6

S7912023 M22%2.5 2.5 45 18

SZ912024 M24*3 3 55 22
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Threading - General Technical Information

The main structure of the tap

N ministers from all directions
Shank diameter

oy Cutting cone length
-—|+— Blade width

vvvvvvvvvv

T
-J0E
0E

Square part width

The diameter of the inner 5 convex tij
circle of the cutter Chip flute P

thread minister handle length

pitch

[} \C back corner

] outside | middle

shank square spiral point. lubrication grooves

L
D = nominal diameter | = thread length
d1 = shank diameter 1 =thread length + neck length
yf = Spiral angle a = size of square
lc =chamfer L = overall length
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Tap Geometries & Applications

Description Chips

DHC

ThreadingMaster*

Description Chips

Straight Flutes Taps(HT)

Straight flutes are the most commonly used
type of tap.

Suitable for use on most materials, mainly
short chipping steel and castiron.

Spiral point taps(POT)

The tap has a straight fairly shallow flute and is
often referred to as a gun nose or spiral point tap.
The gun nose or spiral point is designed to drive
the chips forward. The relatively shallow flutes
ensure that the sectional strength is maximised.
They also act to allow lubricant to reach the
cutting edges. This type of tap is recommended
for threading through holes.

Spiral Flutes Taps(SFT)

Taps with spiral flutes are intended primarily for
threading in blind holes. The helical flute
transports the chips back away from the cutting
edges and out of the hole, thus avoiding packing
of chips in t he flutes or at the bottom of the hole.
In this way, danger of breaking the tap or
damaging the thread is minimised.

Cold Forming Taps(NRT)

Cold forming taps differ from cutting taps in that

the thread is produced by plastic deformation of =
the component material rather than by the

traditional cutting action. This means that no chips

are produced by their action. The application

range is materials with good formability.

Tolerance class, Tap & Internal thread

Tolerance class, Tap
Tolerance, Internal thread Application
ISO DIN ANSIBS
IS0 1 4H 3B 4H 5H = g Fit without allowance
IS0 3 6G 18 - - 86 | ™ | &H Fit with large allowance
= L = = = = " o Loose fit for following treatment or coating
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Tolerance Zones Of The Pitch Diameter On The Metric Thread(graphic Representation)

(1) P=0.56
A
+Um y
Internal Thread ISO/DIN/GB . OH
:M3X0.50H2
R g =z
e £ i
. Z
6H % ] 0
4H S0 = g
: 2 2
= z 9
i E
B — — -~
= Nominal Pitch Diarreber basis)
(2) P>0.6
P> 0.6 Extrusion tap pitch diameter accuracy
Internal Thread '
ISO/DIN/GB OH: GB JIS
tUM A
M12X1.75 OH4
: ;
N— 140
BG - 117?P
BH 1, E.| H 1 3
8 ﬂ . W?—’
4H . |3 al
F it
” i
S ‘g 26, 3
- - IE
 Nominal Pich DiarmeteEass]
Talerance Zones Of The Pitch Diameter On The Unifies Th graphic Rep
+Um A
Internal Thread i
- ) 1?31
== - 2N £ ]
!ujJ
m
1B B
28 P
3B| 1
o _|E
: [
+ 13 _E]
: I

= Morsnal Piich Disreaterbuacal
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Recommended Tapping Speed

Tapping Speed

DHC
ThreadingMaster*

The following machining conditions affect tapping speed: kind of taps, workpieces, number of chamfered

threads, materials, hole condition and lubricant. It is necessary to select the suitable tapping speed by paying

attention to these conditions. When work material has excellent workability, when there is a little depth of

tapping, or when tapping lubricant can be sufficient, select rather higher tapping speed. When workability of

work material is unknown, to be safe, try nearly the lowest tapping speed at first, and then increase the speed

gradually. Following speed is basically for the cutting condition under the use of cutting oil. In case of water

soluble cutting oil, please reduce the speed by 30%.

Mild Steel-Low Carbon Steel <C0.25% \ 813 813 15 - 25 813 3-6 ‘
Medium Carbon Steel } €025 —0.45% ] 712 712 10 ~ 15 710 773j67\‘
| High Carbon Steel 2 C0.45% ‘ 69 6-9 8- 13 5-8 2-5 ‘

Alloy Steel SCM ; 7-12 7-12 10-15 5-8 2-5 }

| Hadenedstedl | 25edSHRC | 4-B g | mems | 0o~ | 0= |
Stainless Steel sus 4-7 5-8 8- 13 510 2-5

Tool Steel SKD \ 69 69 710 . . \

Cast Steel sc ~ 6-1 611 0-15 | : o5l

Cast Iron FC . 10-15 : : : 2-5

L Ductile Cast rimnii 777FCD o | 7 7 1277 7-12 Wiie 10 w;oﬁ 7 - 4:; 771[
Copper Cu \ 69 6—11 7-12 712 2-5 ﬁ

Brass-Brass Casting Bs - BsC 1 10 -~ 15 10 - 20 15—~ 25 } 712 5-~10 ‘
Bronze-Bronze Casting PB - PBC ‘ 6-11 611 10 -~ 20 w12 6-11 ‘
‘7Aluminurn Wrought Steel T ;L WT* 1; -~ 20 10 - 20 ;0 -~ 25 712 B 75 - 10 7‘
Aluminum Alloy Casting AC - ADC ‘ 10 - 15 10 - 15 15~ 20 12 -~ 20 10 - 15 \

| Titanium Alloy ‘ - 3-5 4+-6 - - i
Nickel Alloy ‘ - 1-3 2-4 . . \

High Hardened Steel AO~SOHRC = 24 : . : . ;

High Hardened ;t;eI | snjésnnc \ 7 1 :a - . - o \
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Calculation of cutting data

\:+1000 -
= A
_ D-Tt-n ;

VC__—1000 [m/min]

_ ke-P2D
Me= <D [Nm)

S
P=gs50n (KW

Speed n in min"(rpm)
D = Major diameter of thread in mm
\/. = Cutting speed in m/min

Cutting speed V. in m/min
D = Major diameter of thread in mm
n = Speed in min” (rpm)

Cutting torque on the tap M. in Nm

(for tapered threads M, MF, UNC, UNF etc)
k.= Specific cutting force in N/mm”

P = Thread pitch in mm

D = Major diameter of thread in mm

Machine drive power P; in kW
M.= Cutting torque on the tap in Nm
n = Speed in min " (rpm)

= Efficiency of the machine

CONVERSION TABLE HARDNESS VS TENSILE STRENGTH

| 1’%"“%%?, Hardness
‘ R HB HRC HV
| [N/mm? Brinell 'RockwellC Vickers
| 3400 700 68 1008
| 3120 688 67 955
2960 | 676 | 66 | 920
| 2890 670 | 65 | 885
2770 659 64 850
| 2240 650 | 63 826
| 2190 635 62 797
| 2140 627 | 61 772
| 2100 613 60 746
2050 | 600 | 58 720
2010 587 58 693
1970 574 | 57 666
1930 561 56 646
1890 548 | 55 623
| 1850 | 536 | 64 | 604
‘1 1810 524 53 585
| 1780 512 52 ___BeT
1730 500 * 51 549
1680 488 50 528
1630 476 | 49 513
1580 464 48 497
1560 453 ; 47 482
1520 442 46 468
1480 430 3 45 453
1440 419 44 440

65

L%nr?glt?l Hardness
R HB HRC = HV

[N/mm?  Brinell Rockwell C| Vickers
1400 408 43 | a4z
1360 398 42 | 416
1320 | 389 | 41 | 404
1300 | 377 | 40 | 391
1260 367 39 | 381
1230 357 38 | 3
1190 347 37 | 357
1150 337 36 | 345
1120 327 3 | 332
1100 319 34 | 323
1060 309 33 | 314
1040 301 32 | 304
1010 294 31 | 296
980 286 30 | 288
960 = 279 29 | 280
940 272 28 | 273

_910 | 265 | 27 | 266
890 259 26 | 259
870 263 | 25 | 253
850 247 24 | 47
830 21 | 23 | 24
810 235 2 | 235
790 230 | 21 | 230
770 225 20 | 225



DHC

ThreadingMaster*

THREADING — GENERAL TECHNICAL INFORMATION

== ———————————————————————————— . —————

Tapping is a complex process and often the last machining operation performed on the workpiece.

Therefore, incorrect or faulty tapping can compromise the quality of the entire workpiece.

Numerous factors influence the process: cutting parameters, drilling parameters, lubrication, machine

conditions. The choice of the correct tool is paramount in order to obtain high quality threads.

1. Select the comect design of tap for the component material and type of 6. In CNC Applications ensure that the feed value chosen for the program is
hole, i.e. through or blind, cormect. When using a tapping attachment, 95% to 97% of the pitch is

2. Ensure the component is securely clamped —lateral movement may Wmalbwm'apwaenerateﬂsmm- ‘
cause tap breakage or poor quality threads. 7. Where possible, hold the tap in a good quality torque limiting tapping

attachment, which ensures free axial movement of the tap and presents it
squarely to the hole. It also protects the tap from breakage if
accidentally ‘bottormed’ ina blind hole.

8. Ensure smooth entry of the tap into the hole, as an uneven feed may
cause ‘bellmouthing’

3. Select the comect size of drill from the relevant catalogue page. Always
ensure that work hardening of the component matenial is kept to a
minimum.

4. Select the correct cutting speed

5. Use appropriate cutting fluid for correct application.

The following table summarises the most common problems encountered during tapping and their pessible solutions.

Trouble Shooting When Tapping

+ Choose correct tap, with lower rake angle or longer chamfer.
. + Reduce cutting speed.
i . Check drilled hole size is not too small
P « Check tap alignment and run-out of tap on tapping attachment.
+ For deep blind holes (2 2,5xD) use taps with back-tapering.
+ Improve quality (richer emulsion, neat oil) and quantity (higher pressure) of lubrication.
Excessive + Use correct tap, with more relief or longer chamfer if possible.
tap wear + Choose coating suitable for specific application.
+ Use recommended cutting parameters for specific application.
Chips + Use tap with lower spiral flute angle.
Seaa pﬂm% + Choose correct tap with suitable rake angle and relief for specific application.
0gging + Use tap with sharp cutting edge (bright tap or vapourised tap).
: + Check wear on tap. If necessary, resharpen or change tap.
Po&rrg;as:don - Improve quality and quantity of lubrication.
Woaktians + Choose correct tap with suitable rake angle and relief for specific application.
P « Use recommended cutting parameters for specific application.
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THREADING — GENERAL TECHNICAL INFORMATION

Trouble Shooting When Tapping

Built-up-edge

Tap sticking

Crater wear

Tap breakage

Oversized
thread

Undersized
thread

Excessive power
requirement

* & =

.

e 8 e 8 * & T R

ey e B o e

Choose correct tap with lower rake angle and/or higher relief.
Choose coating suitable for specific application.

Increase cutting speed.

Improve quality and quantity of lubrication.

Choose correct tap with lower rake angle and/or higher relief.
Choose coating suitable for specific application.

Increase cutting speed.

Improve quality and quantity of lubrication.

Choose suitable tap, with base material in HSSE-PM.
Use coated tap.
Improve quality and quantity of lubrication.

Check drilled hole size.

Check alignment between tap and drilled hole.

Reduce cutting speed.

On blind holes, check that tapping depth is less than hole depth.
Use tapping attachment with slip clutch.

Use compensated tapping attachment.

Check tap tolerance is compatible with requested workpiece (nut) tolerance.
Choose correct tap with suitable rake angle and relief for specific application.
Reduce feed rate (revs x pitch) or use rigid / synchronous tapping attachment.
Reduce cutting speed.

Check tap alignment and that workpiece is fastened steadily.

Remove clogged chips from flutes.

Check drilled hole size is not too small.

Check tap tolerance is compatible with requested workpiece (nut) tolerance.
Use coated tap to avoid tap sticking.

On forming taps, use slightly larger drilled hole size.

Check wear on tap. If necessary, resharpen or change tap.

Choose correct tap with higher rake angle and relief.

Use rigid / synchronous tapping attachment.

Improve quality and quantity of lubrication.

On high strength materials, increase drilled hole size.
Check wear on tap. If necessary, resharpen or change tap.
Choose correct tap with higher rake angle and relief.
Improve quality and quantity of lubrication.



Customer lnformation
Company:.
COREEES oocmunummutessmnatemsiziste s

Annual QTY.:

HIETTT T 005 R OGNS
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Application information
Machine:

[ External
] Internal

[J horizontal

] vertical

Cutting data:

Cuttingspeed e : ......... m/min

Internal thread:

Thread tolerance:

Thread depth:

Drill hole diameter:

Spindle adaptation:
MT /15O taper / HSK /TR / others: .. . ..
DIN/ANSI/JIS fothers: ...................

Tool holder:

[ rigid (collet)

[] Tapping attachment
[ Tap holder

[J with internal coolant supply

Types of tapping holes:
Blind hole

Workpiece description :

Material/Code no.:

Tensilestrength: ... ... ... N/mm’
HatdNess cncvmansatsrminsss HRC/HB
[ short-chipping [ long-chipping

Cooling/lubrication:

O oil O Emulsion ........ %
[J Dry Clothers: -.cvonnees
Through hole

------------- [J standard case [ Special case [JStandard case [ Special case
Prillhpledepthy ... ... iminsins 1,=Drilling depth
L.=Threading depth
Tap requests
i s P di:
TapBraiels oo e s
Tap typefcodeno.. .
AEEIZO oo s oo et &
B
11031 - (o A I T R
ORI oo consi monssmansi I1: ]
Surfaca treatmEnt ..c.ovi csnnssvainmis -
Internal Canbants ... comoisnmanins: Tap type:
Tool life: [straight flute  [JSpiral flute [JSpiral point [JFormingtap [JNutstap
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_ Milling machining, versatile and efficient

Thread milling, general purpose, economical and efficient
Connection, Everywhere




Thread milling cutter inserts

o)

DHC
ThreadingMaster’

M S H
o0 oo oo

AUR %@

Model rI:rEl mm inch U2010
TPGTO6T101E-MU1 0.1 1.5-2.9 18-9 [
TPGTO6T102E-MU1 0.2 3 8 [ ]
TPGT090201E-MU1 0.1 1.5-2.9 18-9 [ ]
TPGT090202E-MU1 0.2 3.0-4.0 8-6 [ ]
TPGT110201E-MU1 0.1 1.5-2.9 18-9 [ ]
TPGT110202E-MU1 0.2 3.0-4.5 8-6 [ ]
TPGT140301E-MU1 0.1 1.5-2.9 18-9 [ J
TPGT140302E-MU1 0.2 3.0-5.0 8-5 [ ]
TPGT140304E-MU1 0.4 5.0-6.0 5-4 [ ]
T55G-TPGT090202E-MU1 0.2 11 [ ]
T55G-TPGT140302E-MU1 0.2 11 [

SELECT

@ ® Main applications @ Other applications
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TH series single-row toothed

thread end mills

=) [7 (50~
. ! 1
Dc dl
1 = 1
Order number Dn um rEﬁ‘ m"m n[";‘ Blade model
TH20.052.01.108.C16-TP06 M20 2.5 16 108 16 TPGT06
TH24.055.01.115.C20-TP06 M24 3 19 115 20 TPGT06
TH30.080.01.148.C25-TP09 M30 3.5 24 1v48 25 TPGTO9
TH36.090.01.162.C32-TP09 M36 4 30 162 32 TPGT09
TH42.110.01.180.C32-TP11 M42 4.5 35 180 32 TPGT11
TH48.125.01.208.C40-TP14 M48 5 40 208 40 TPGT14
TH56.150.01.232.C40-TP14 M56 5.5 44 232 40 TPGT14

SELECT

@ ® Main applications @ Other applications
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WHL series (extended)
single-row toothed thread end mills

, ; o ’_75
NnE= ~
‘ T
Dc dl
Y 1
Order number Dy mpm IE; nl;:n nl;an n?:n z ::::i?‘z::::s Blade model
WHL30.079.3.02.147.C25-TP09 | M30 35 24 148 79.5 25 3 3
WHL36.094.3.02.167.C32-TP09 | M36 4 29 167 94.5 32 3 3
WHL42110.3.02.180.32-TP11 | M42 4.5 35 181 110.5 32 3 3 TPGTO9
WHL48.127.3.02.211.C40-TP14 | M48 5 40 211 127 40 3 3

SELECT @ ® Main applications @ Other applications
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WH series multi-row toothed
thread milling cutters

D=

\ Y |

_AA___] d*1

—

P Dc L, L, L3 D, Number of

Order number DN mm mm mm mm mm mm V4 cutting edges
WH20.033.02.088.C16-TP06 M20 2.5 16.5 88 15 33 16 3 6

n

(I di

j — “—_t

P Dc LZ L-| L3 D1 Number of

Order number Dy mm mm mm mm mm mm z cutting edges
WH24.039.03.098.C20-TP06 M24 3 19 98 12 391 20 3 9
WH30.049.03.117.C25-TP09 M30 3.5 24 117 14 49.5 25 3 9
WH36.058.03.139.C32-TP09 M36 4 29 131 16 58.5 32 3 9
WH42.068.03.139.C32-TP14 M42 4.5 35 139 18 68.5 32 3 9
WH48.079.03.163.C40-TP14 M48 5 40 163 20 79 40 3 9
WH56.091.03.174.C40-TP14 M56 5.5 44 174 22 91 40 3 9
WH64.103.03.185.C40-TP14 M64 6 52 185 24 103 40 4 12

SELECT

@ ® Main applications @ Other applications
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Multi-row toothed thread
end mill WHL series (extended)
n
/ / 120 !
D) D 50|~ =
- be X 2 - — (31
P A S el
P D¢ L, L, Ls D, Number of
Order number DN mm mm mm mm mm mm z cutting edges
WHL20.043.02.098.C16-TP06 | M20 2.5 16.5 98 20 43 16 3 6
WHL24.051.02.110.C20-TP06 M24 3 19 110 24 51 20 3 6
WHL30.064.02.132.C25-TP09 | M30 3.5 24 132 31.5 64.5 25 3 6
WHL64.135.02.217.C40-TP14 M64 6 52 217 60 135 40 4 8
n
P D¢ L, L, L3 D, Number of
Order number Dy mm mm mm mm mm mm z cutting edges
WHL36.072.03.149.C32-TP09 | M36 4 29 149 24 721 32 3 9
WHL42.089.03.160.C32-TP11 M42 4.5 35 160 27 89.5 32 3 9
WHL48.103.03.187.C40-TP14 M48 5 40 187 30 103 40 3 9
WHL56.119.03.202.C40-TP14 | M56 5.5 44 202 33 119 40 3 9

SELECT

@ ® Main applications @ Other applications
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UNC/UNF WHL series multi-row toothed

thread end mills

=%
= —3
E

1 f

Dc el

1 = 1

P D¢ L, L, L3 D, Number of

Order number Dn mm mm mm mm mm mm z cutting edges
T2711-16-W16-2-06 UNC3/4-10 | 10 15.5 /|4 97 16 2 2

| 1
13
<—|21~>l

bc sy \_'-'-.izé_/' A d*]

* 7A JAT7AN | — *

P D¢ L, L, Ls D, Number of

Order number Dn mm mm mm mm mm mm z cutting edges
T2711-16-W16-3-06-2-25.4 | UNC 7/8-5 9 16 25.4 67.5 103 16 3 6
T2711-20-W20-3-06-2-25.4 | UNC 1-6 8 20 25.4 53.9 113 20 3 6
T2711-26-W25-3-09-2-32.7 [ UNC 1.1/4-7 7 26 32.7 68 135 25 3 6

n

P Dc L, L, L3 D, Number of

Order number Dy mm mm mm mm mm mm cutting edges
T2711-31-W32-3-09-3-25.4 | UNC1.1/2-6 6 31 25.4 80.7 153 32 3 9

SELECT

@ ® Main applications @ Other applications
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Multi-row toothed thread end mill
UNC/UNF WHL series (extended)
f n
A / 1200 |
s <= T/ —2
L LES e
Dc dl
i A o e
Order number D L O - . A . T yoge
WHL.084.3.02.151.C25-TP09 UNC 1.1/4-7 7 26 32.7 65.3 84 151 25 3 6 TPGT09
WHL.099.3.02.172.C32-TP09 UNC 1.1/2-6 6 31 38.1 76.2 99.8 172 32 3 6

SELECT @ ® Main applications @ Other applications
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Tool thread selection:
Single-row toothed metric thread

Cutter body model mDm Blade Coarse teeth  Fine teeth
TH20.052.01.108.C16-TP06 16 TPGT06T101 M20/M22 M20X1.5 / M20X2
M22X1.5 / M22X2 / M24X1.5 / M24X2
TPGT06T101
TH24.055.01.115.C20-TP06 19 M25X1.5 / M26X1.5
TPGT06T102 M24/M27
M27X1.5 / M27X2 / M28X1.5 / M28X2
TH30.080.01.148.C25-TP09 24 TPGT090201 M30X1.5 / M30X2 / M32X1.5 / M32X2
WHL30.079.3.02.147.C25-TP09 M33X1.5 / M33X2
TPGT090202 M30/M33
TH36.090.01.162.C32-TP09 30 TPGT090201 mgg;lg ; mggi]g ; m§g§;5 / M36X2
WHL36.094.3.02.167.C32-TP09 : .
TPGT090202 M36/M39 M36X3 / M39X3
M39X1.5 / M39X2 / M40X1.5 / M40X2
TH42.110.01.180.C32-TP11 35 TPGT110201 M42X1.5 / M42X2
WHL42.110.3.02.180.C32-TP11
TPGT110202 M42/M45 M40X3 / M42X3
TH48.125.01.208.C40-TP14 40 TPGT140301 M45X1.5 / M45X2 / M48X2
WHL48.127.3.02.211.C40-TP14 TPGT140302 M48/M52 M45X3 / M48X3
TPGT140301 M50X1.5 / M50X2 / M52X1.5 / M52X2 / M56X1.5
TH56.150.01.232.C40-TP14 44 M56X2 / M58X1.5 / M60X1.5 / M60X2
MH60.01.04.40.R22-TP09 TPGT140302 M50X3 / M52X3 / M56X3 / M60X3
TPGT140304 M56 / M60
TPGT140301 M62X1.5 / M62X2 / M64X2 / M68X1.5 / M68X2
M62X3 / M62X4 / M64X3 / M64X4
MH64.01.04.40.R22-TP11 52 TPGT140302 M68X3 / M68X4
TPGT140304 M64 / M68 M70X6 / M72X6
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Tool thread selection:
Multi-row toothed metric thread
Cutter body model mDm Pitch P Blade Coarse teeth Fine teeth
13 | 2572 TPGTO6T101 M16 / M17 / M18 | M18X2 / M17X2
13 | 15 TPGTO6T101 M16X1.5 / M17X1.5 / M18X1.5
WH20.033.02.088.C16-TP06 | 16.5 | 2.5/ 1.5 TPGTO6T101 M20 / M22 M20X1.5 / M22X1.5
WHL20.043.02.098.C16-TP06 | 16.5 | 2.5/ 2 TPGTO6T101 M20 / M22 M20X2 / M22X2
M22X1.5 / M24X1.5 / M25X1.5
WH24.039.03.098.C20-TP06 | 19 | 3/1.5 TPGTOET101 M26X1.5 / M27X1.5
TPGTO6T102 M24 / M27
TPGTO6T101 M24X2 / M25X2 / M27X2
WHL24.051.02.110.C20-TP06 | 19 | 3/2 e YEYWITY,
M27X1.5 / M28X1.5 / M30X1.5
WH30.049.03.117.C25-TP09 | 24 | 3.5/ 1.5 TPGT030201 M32X1.5 / M33X1.5
TPGT090202 M30/M33
WHL30.064.02132.C25-7p00 | 24 | 3.5/ 2 TPGT090201 M28X2 / M30X2 / M32X2 / M33X2
R ) TPGT090202 M30/M33
TPGT090201 M36X2 / M39X2 / M40X2 / M42X2
WH36.058.03.139.C32-TP09 | 30 | 4/2 36X2 / M39X2 / /
TPGT090202 M36/ M39
——— M35X1.5 / M36X1.5 / M38X1.5 / M39X1.5
WHL36.072.03.149.032-TP09 | 30 | 4/3/2/1.5 M36X2 / M39X2 / M40X2 / M42X2
TPGT090202 M36/ M39
WHA42.068.03.139.C32-TP14 35 45/3/15 TPGT110201 M39X1.5 / M40X1.5 / M42X1.5 / M45X1.5
OSSR ’ ’ TPGT110202 M42/ M45 M42X3 / M45X3
WHL42.089.03.160.C32-TP11 35 45/3/15 TPGT110201 M39X1.5 / M40X1.5 / M40X1.5 / M45X1.5
TPGT110202 M42/ M45 M42X3 / M45X3
M45X2 / M48X2 / M50X2 / M52X2
WH48.079.03.163.C40-TP14 /2 Tremanl M35X2 / M56X2
A8:079:03:163.C40= 40 |5 TPGT140302 M48 / M52
M45X1.5 / M48X1.5 / M50X1.5 / M52X1.5
TPGT140301 M55X1.5 / M56X1.5 / M58X1.5 / M60X1.5
WHL48.103.03187.C40-TP14 | 40 | 5/3/15 M62X1.5 / M64X1.5
M48 / M52 M27X1.5 / M28X1.5 / M30X1.5
TPGT140302 M32X1.5 / M33X1.5
WH56.091.03.174.C40-TP14 | 44 | 5.5 TPGT140304 M56 / M60
WHL56.119.03.202.C40-TP14 | 44 | 5.5 TPGT140304 M56 / M60
M58X2 / M60X2 / M62X2 / M64X2
TPGT140301 M65X2 / M68X2 / M70X2 / M72X2
WH64.103.03.185.C40-TP14
52 | 6/3/2 M58X3 / M60X3 / M62X3 / M64X3
WHL64.135.02.217.C40-TP14 TPGT140302 MB5X3 / M68X3 / M70X3 / M72X3
TPGT140304 M64 / M68 M70X6 / M72X6
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Tool thread selection:
Single row of teeth - US standard UN thread

Cutter body model mDm Blade UNC UNF UNEF UN
3/4-16
TPGTO6T101 7/8-9 | 7/8-14 7/8-12,7/8-16
TH20.052.01.108.C16-TP06 16 1-12
TPGT06T102
1-12
TPGT06T101 11/8-12 | 11/16-18 | 1-16
TH24.055.01.115.C20-TP06 19 11/4-12
TPGT06T102 1-8 11/16-8
11/8-12 | 11/8-18
TPGT090201 117412 | 117418 | 11/8-16,11/4-16
TH30.080.01.148.C25-TP09
WHL30.079.3.02.147.C25-TP09 | 24 11/8-7
TPGT090202 11/4-7 11/8-8,11/4-8
13/8-6
13/8-12 | 13/8-18
TH36.000.01162.C32-Tp09_ | _ | TPGT090201 11/2-12 | 11/2-18 | 13/8-16,11/218
WHL36.094.3.02167.C32-TP09 EGTOS0200 T1/56 13768 11/28
TH42.110.01.180.C32-TP11 35 |l 10201 15/8-18 | 15/8-12,15/8-16
WHL42.1710.3.02180.C32-TP11 TPGT110202 15/8-6,15/8-8,13/4-6,13/4-8
13/4-12,13/4-16,17/8-12
WSS BES  ra 0
8.127.3.02.211.c40- TPGT140302 17/8-6,17/8-8
2-12,2-16,21/8-12,
TPGT140301 21/8-16,21/4-12,21/4-16,
21/2-12,21/2-16
TH56.150.01.232.C40-TP14 2-6,2-8,21/8-6,21/8-8,
MH60.01.04.40.R22-TP09 44 | TPGT140302 21/4-6,21/4-8,21/2-6,21/2-8
2-4.5
TPGT140304 21/4-4.5
21/2-4
21/2-12,21/2-16,23/4-12,
TPGT140301 23/4-16,3-12,31/4-16,
31/2-12,31/4-16
21/2-6,21/2-8,23/4-6,23/4-8,
MH64.01.04.40.R22-TP11 52 | TPGT140302 3-6,3-8,31/4-16,31/4-8,
31/2-6,31/4-8
23/4-4
TPGT140304 3/4
31/4-4
31/2-4




Tool thread selection:

Single-row G-thread (BSP)

DHC
ThreadingMaster:

Cutter body model mm Blade G
S T s | 24 T55G-TPGT090202 G1-11,G11/8-11, G11/4-11
o T 0 | 30 T55G-TPGT090202 G11/8-11,G11/4-11,G13/8-11,G1 1/2-11
T L A o ria | 40 T55G-TPGT140302 G11/2-11,G13/4-11, G2-11
TH56.150.01.232.C40-TP14 44 T55G-TPGT140302 G13/4-11,G2-11,G21/4-11, G2 1/2-11, G3-11

MH60.01.04.40.R22-TP09
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Application information

Adjustable coolant delivery

To ensure ideal chip delivery during blind hole machining,
the coolant bolts should be removed.

If through-hole threads are machined,
the axial coolant outlet can be sealed. Coolant bolt

In this way, all the coolant flows out radially,
and the chips are flushed downwards from the holes.
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Application information

Tool measurement

After generating the CNC program, the tool must be measured
as shown on the right.

Then, the input thread depth will be achieved.

Unavailable length

The thread length also includes the final thread comb l
plus half the pitch strategy.

Because 1/2 is greater than P/2, an "unusable length" (X) is derived,

which must be considered during programming.

This "unusable length" is calculated by subtracting -

half the pitch (P/2) from half the blade length (1/2).

P/2

12
(
\\ SRl

Example: M36, with TPGTO9 thread milling cutter insert.

Length x=1/2-p/2= 9'3‘;”“" - 4”2“" =2.67mm

Processmg Strateg_y . . . The unusable length of the T271 series products
We recommend using radius programming to machine threads. is less than the chamfer length of the tap.

No-load cutting can be performed without radius correction.

N/4WN
%

Position the thread end mill at Threads are generated using ;
Feed cycle R N . X Retraction cycle
the center of the bottom hole helical interpolation milling until
and begin cutting. they cross the column spacing.
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Radius correction value for thread milling

Metric threads conforming to DIN 13 standard

@P‘ ,r

83

1.5 0.1 -0.05 -0.10 -0.12
2 0.1 -0.10 -0.15 -017
2.5 0.1 -0.15 -0.20 -0.22
3 0.2 -0.10 -0.16 -019
3.5 0.2 -0.15 -0.22 -0.24
4 0.2 -0.20 -0.27 -0.30
220 4.5 0.2 -0.25 -0.33 -0.36
- 0.2 -0.30 -0.38 -0.42
0.4 -0.10 -0.18 -0.22
5.5 0.4 -0.15 -0.24 -0.27
6 0.4 -0.20 -0.29 -0.33
8 0.4 -0.40 -0.51 -0.56
10 0.4 -0.59 -0.71 —
Based on pitch diameter tolerances conforming to DIN ISO 965-1. Applicable from M20 onwards.
*Note: For P=bmm, we recommend a blade radius r=0.2mm!
Please be aware of this when selecting the radius correction value.
UN/UNC/UNF/UNEF threads conforming to ASME B1.1 standards
18 0.1 -0.04 -0.08 -0.07
16 0.1 -0.06 -0.10 -0.09
14 0.1 -0.08 -0.12 -0.11
12 0.1 -0.11 -0.16 -015
9 0.1 -0.18 -0.23 -0.22
8 0.2 -012 -017 -0.16
27/8" 7 0.2 -0.16 -0.22 -0.21
6 0.2 -0.22 -0.29 -0.27
- 0.2 -0.31 -0.38 -0.36
° 0.4 -0.11 -0.18 -0.16
4.5 0.4 -0.16 -0.24 -0.22
4 0.4 -0.23 -0.32 -0.30

Based on pitch diameter tolerances conforming to ASME B1.1. Applicable from UNC 7/8 onwards.
*Note: For P = 5 teeth per inch, we recommend a blade radius r = 0.2 mm!

Please be aware of this when selecting the radius correction value.
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Radius correction value for thread milling
Pipe threads G (BSP) conforming to DIN EN ISO 228 standard
21"&<21/4" 11 0.2 -011 -016
>21/4" 11 0.2 011 -017

Based on pitch diameter tolerances conforming to DIN EN ISO 228. Applicable from Dy 1"

If you subtract the value given in the "Minimum Size" column from the measured tool radius, the thread will be within the
lower tolerance range and will typically be too narrow. To mill the thread to the middle tolerance value, subtract the value given
in the "Middle Tolerance Value" column from the measured tool radius. The thread will typically be dimensionally accurate after

machining.
Example of M36-6H thread 4mm
0.2mm
Measured tool radius 14.53mm
Radius correction, tolerance median 6H -0.27mm

Tool radius to use =14.26mm
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Recommended parameters for thread milling

The given cutting parameters are average standard values.

Adjustments are recommended for special use cases.

g' \:ﬁg = Coolant recommendations 2 £ g WH
e g 5. g fz [mm]
© | E= Emulsion ° 2 E w
g | o= oi £ 25 |2 Blade size
= = 0w Z o Q .
§ Vc = Cutting speed Workpiece material classification and marking letters B%j E) nE: ;9) g :ﬁ Ve [m/min] 06 09/11/14/22
C<0.25% Annealing 125 428 P1 EM 200 0.3 0.4
C>0.25 ... £0.55% Annealing 190 639 P2 EM 200 0.3 0.4
C>0.25 ... <0.55% Conditioning | 270 708 | P3 | EM 200 0.3 0.4
Non-alloy steel
C>0.55% Annealing 190 639 P4 EM 200 0.3 0.4
C>0.55% Conditioning | 300 1013 | P5 EM 200 0.3 0.4
p Free-cutting steel (short chips) Annealing 220 745 P6 EM 200 0.3 0.4
Annealing 175 591 P7 EM 200 0.3 0.4
Conditioning 285 960 P8 EM 200 0.3 0.4
Low alloy steel
Conditioning 380 1282 | P9 EM 150 0.25 0.35
Conditioning 430 1477 | P10 | EM 100 0.2 0.3
Annealing 200 675 | P11 EM 200 0.3 0.4
H'|gh i gesliond Quenched and Tempered 300 1013 | P12 EM 200 0.3 0.4
high alloy tool steel
Quenched and Tempered 380 1282 | P13 | EM 150 0.3 0.4
. Ferrite/Martensite, Annealed 200 675 | P14 | EM 200 0.25 0.35
Stainless steel
Martensite, Quenched, and Tempered 330 1114 | P15 EM 150 0.25 0.35
Austenitic, Quenched 200 675 M1 E 200 0.2 0.3
M | Stainless steel bantening Garioab steel (o avaess swe) 300 | 1013 | M2 150 0.2 0.3
Austenitic-ferritic duplex stainless steel 230 778 M3 80 0.2 0.3
. Ferrite 200 400 K1 EM 200 0.3 0.4
Malleable cast iron
Pearlite 260 700 K2 EM 200 0.3 0.4
. Low tensile strength 180 200 K3 EM 250 0.3 0.4
Gray cast iron
K High tensile strength/austenitic 245 350 K4 EM 200 0.3 0.4
Ferrite 155 400 K5 EM 200 0.3 0.4
Ductile Iron -
Pearlite 265 700 K6 EM 200 0.3 0.4
GGV(CaGl) 230 400 K7 EM 200 0.3 0.4
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Recommended parameters for thread milling
The given cutting parameters are average standard values.
Adjustments are recommended for special use cases.
s =02 = Coolant recommendations £ £ 3 WH
5% 8 5. g fz [mm]
g E)== EoriTulsion E g E %D Blade size
g Vc = Cutting speed  Workpiece material classification and marking letters g g E iS g :ﬁ Ve [m/min 0~6 09/11/14/22
Non-time-sensitive processing 30 = N1 EM 200 0.3 0.4
ReresdBlminum ellcy Time-sensitive processing 100 343 N2 EM 200 0.3 0.4
£12% silicon, non-aging treatment 75 260 N3 EM 200 0.3 0.4
Forged aluminum alloy | <12% silicon, can be aged 90 314 | N4 | EM 200 0.3 0.4
>12% silicon, non-aging treatment 130 447 N5 EM 200 0.3 0.4
N Magnesium alloy 3 70 250 | N6 A 250 0.3 0.4
Non-alloy, electrolytic copper 100 343 N7 EM 200 0.3 0.4
Copper and copper alloys Brass, bronze, red brass 90 314 N8 EM 200 0.3 0.4
(bronze/brass) Copper alloy, short chips 110 382 N9 EM 200 0.3 0.4
High-strength Ampco alloy 300 1013 | N10 | EM 50 0.3 0.4
Annealing 200 675 S1 E 40 0.25 0.25
Iron base
Aging treatment| 280 943 S2 E 25 0.15 0.15
Heat resistant alloy Annealing 250 839 S3 E 40 0.25 0.25
Nickel or cobalt based Aging treatment|  35( 1177 S4 E 25 0.15 0.15
Casting 320 1076 S5 E 30 0.2 0.2
S Pure titanium 200 675 S6 E 40 0.25 0.25
Titanium alloy a-phase and 3-phase alloys, aging treatment| 375 1262 | S7 E 40 0.25 0.25
tau phase alloy 410 1396 | S8 E 30 0.2 0.2
Tungsten alloy 300 1013 | S9 E 40 0.25 0.25
Molybdenum alloy 300 1013 | S10 E 40 0.25 0.25
Quenched and tempered 50 HRC = H1 MA 45 0.2 0.3
Quenched steel Quenched and tempered 55 HRC - H2 M - - =
A Quenched and tempered 60 HRC - H3 M - - -
Hardened cast iron | Quenched and tempered 55 HRC = H4 | MA 45 0.2 0.3
Thermoplastic No abrasive filler materials 01 EM 200 0.3 0.4
Thermoset plastic No abrasive filler materials 02 EM 150 0.3 0.4
Fiberglass reinforced plastic ~ GFRP 03 | EM 50 0.3 0.4
= Carbon fiber reinforced plastic CFRP 04 | EM 50 0.3 0.4
Aramid fiber reinforced plastic AFRP 05 | EM 50 0.3 0.4
Graphite (Technology) 65 Xiao 06 | EM 200 0.3 0.4

Coolants that are mixed with water must not be used when processing magnesium alloys.
Machining can be performed via climb milling, and the given cutting parameters are target values
under favorable machining conditions.

Remedies for vibration: Use indexable inserts with chip breaker grooves; reduce Vc by 25-50%
and/or increase fz by 25-50%; radial cutting distribution.

86



Corporate Office:
B/2, 909 Marathon Innova, Lower Parel, Mumbai 400013,

Branch Offices:

Tech centre
(Coimbatore)

9%

.gﬂb

ST
g‘?

Hemant Tools v L

Hemant Tools Pvt Ltd
573/3, KNG Pudur Road,
Kanuvai Post
Coimbatore - 641029.

Bengaluru

Hemant Tools Pvt Ltd
1/35, Doraiswami
Building, 10th Main, 2nd
Cross, Hanumanthnagar,
Bangalore - 560050.

Chennai

Hemant Tools Pvt Ltd
19-2nd Thiruvalluvar
Street, Ramapuram,
Ambattur,

Chennai - 600053.

Hosur

Hemant Tools Pvt Ltd
951-C, M.G. Complex,
NTR Nagar, ESI Ring
Road, Mookandapalli,
Hosur - 635126.

Pune

Hemant Tools Pvt Ltd
M. D. Babar Business
Center, Shop No: 217,
Bhosari Industrial Area,
Pune - 411026.

Rajkot

Hemant Tools Pvt Ltd
Umabhavan, Madhav

Vatika, 150 Ring Road,

Rajkot - 360004.

Ahmedabad

Hemant Tools Pvt Ltd
D-426, Sumel Business
Center, Moje Sahkar
Kotda, Odhav,
Ahmedabad - 382415.



	DHC ThreadingMaster V2
	ing
	ing

	German Standard HSS-E High-Speed ​​Steel Multi-Purpose
	XM-SFT DIN HSS-E X Coating Spiral Flute Tap for Multi Purpose
	DIN
	6HX
	D1
	XM020040045-035SFT XM025045050-035SFT XM030050056-035SFT XM040070063-045SFT XM050080070-06SFT XM060100080-06SFT XM080100090-08SFT XM080125090-08SFT XM100100100-10SFT XM100125100-10SFT XM100150100-10SFT XM120125110-09SFT XM120150110-09SFT XM120175110-09SFT XM140150110-11SFT XM140200110-11SFT XM160150110-12SFT XM160200110-12SFT
	M2 M2.5 M3 M4 M5 M6 M8 M8 M10 M10 M10 M12 M12 M12 M14 M14 M16 M16
	ing


	German Standard HSS-E High-Speed ​​Steel Multipurpose Spiral Tap
	XM-SFT DIN HSS-E X Coating Spiral Flute Tap for Multi Purpose
	DIN
	6HX
	XM180150125-14SFT XM180250125-14SFT XM200150140-16SFT XM200250140-16SFT XM220150140-18SFT XM220250140-18SFT XM240200160-18SFT XM240300160-18SFT XM270300160-20SFT XM300200180-22SFT XM300350180-22SFT XM360400200-28SFT XM420450200-32SFT XM450450220-36SFT XM480500250-36SFT XM520500250-40SFT XM560550250-40SFT XM600550280-45SFT

	D1
	M18 M18 M20 M20 M22 M22 M24 M24 M27 M30 M30 M36 M42 M45 M48 M52 M56 M60
	ing


	German Standard HSS-E High-Speed ​​Steel Multipurpose Tip Tap
	XM-POT DIN HSS-E X Coating Spiral Point Tap for Multi Purpose
	DIN
	6HX
	D1
	XM020040045-035POT XM025045050-035POT XM030050056-035POT XM040070063-045POT XM050080070-06POT XM060100080-06POT XM080100090-08POT XM080125090-08POT XM100125100-10POT XM100150100-10POT XM120125110-09POT XM120150110-09POT XM120175110-09POT XM140150110-11POT XM140200110-11POT XM160150110-12POT XM160200110-12POT XM180150125-14POT XM180250125-14POT
	M2 M2.5 M3 M4 M5 M6 M8 M8 M10 M10 M12 M12 M12 M14 M14 M16 M16 M18 M18
	ing


	German Standard HSS-E High-Speed ​​Steel Multipurpose Tip Tap
	XM-POT DIN HSS-E X Coating Spiral Point Tap for Multi Purpose
	DIN
	6HX
	D1
	XM200150140-16POT XM200250140-16POT XM220150140-18POT XM220250140-18POT XM240200160-18POT XM240300160-18POT XM270300160-20POT XM300200180-22POT XM300350180-22POT XM360400200-28POT XM420450200-32POT XM450450220-36POT XM480500250-36POT XM520500250-40POT XM560550250-40POT XM600550280-45POT
	M20 M20 M22 M22 M24 M24 M27 M30 M30 M36 M42 M45 M48 M52 M56 M60
	ing


	German Standard HSS-E High-Speed ​​Steel Spiral Taps for Large Components
	WG-SFT DIN HSS-E TiN Coating Spiral Flute Tap for Large Diameter Holes
	DIN
	6HX
	MNHX300350250-22SFT38 MNHX330200250-25SFT38 MNHX330350250-25SFT38 MNHX360400200-28SFT38 MNHX360400250-28SFT38 MNHX390400300-32SFT38 MNHX420450300-32SFT38 MNHX450450300-36SFT38 XM480500300-36SFT

	D1
	M30 M33 M33 M36 M36 M39 M42 M45 M48
	ing


	German Standard HSS-E High-Speed ​​Steel X-Coated Spiral Taps for Large Components
	WG-SFT DIN HSS-E X Coating Spiral Flute Tap for Large Diameter Holes
	DIN
	6HX
	MNHX300350250-22SFT MNHX330350250-25SFT MNHX360400200-28SFT MNHX360400250-28SFT MNHX390400300-32SFT MNHX420450300-32SFT-6H MNHX420450300-32SFT MNHX450450300-36SFT-6H MNHX450450300-36SFT

	D1
	M30 M33 M36 M36 M39 M42 M42 M45 M45
	ing


	German Standard HSS-E High-Speed ​​Steel Internal Cooling Straight Flute Tap  (Short Chamfer)
	MNCS-HT DIN HSS-E TiN Coating Axial Coolant Straight Flute Tap
	DIN
	6HX
	D1
	MNCS050080070-06HT-B MNCS060100080-06HT-B MNCS080125090-08HT-B MNCS100150100-10HT-B MNCS120175110-09HT-B MNC120175200-09HT-B MNCS140200110-12HT-B MNCS160150110-12HT-B MNCS160200110-12HT-B MNCS180150125-16HT-B MNCS180250125-16HT-B MNCS200150140-16HT-B MNCS200250140-16HT-B MNCS220250140-18HT-B MNCS240300160-18HT-B MNCS270300160-20HT-B MNCS300350180-22HT-B MNCS360400200-28HT-B
	M5 M6 M8 M10 M12 M12 M14 M16 M16 M18 M18 M20 M20 M22 M24 M27 M30 M36
	ing


	German Standard HSS-E High-Speed ​​Steel Cast Iron Dedicated Straight Flute Tap
	QT-HT DIN HSS-E X Coating Straight Flute Tap for Cast Iron
	DIN
	6HX
	D1
	QTMX030050056-035HT QTMX040070063-045HT QTMX050080070-06HT QTMX060100080-06HT QTMX080100090-06HT QTMX080125090-08HT QTMX100100090-07HT QTMX100125100-07HT QTMX100150100-10HT QTMX120125100-09HT QTMX120150100-09HT QTMX120175110-09HT QTMX140150100-09HT QTMX140200110-11HT QTMX160150100-12HT QTMX160200110-12HT QTMX180250125-14HT QTMX200150125-16HT QTMX200250140-16HT
	M3 M4 M5 M6 M8 M8 M10 M10 M10 M12 M12 M12 M14 M14 M16 M16 M18 M20 M20
	ing


	German Standard HSS-PM Powder High-Speed ​​Steel Oil Groove Extrusion Tap
	RXP-RT DIN HSS-PM X Coating Oil Groove Forming Roll Tap
	DIN
	6HX
	D1
	RXP030050056-035RT RXP040070063-045RT RXP050080070-06RT RXP060100080-06RT RXP080100090-08RT RXP080125090-08RT RXP100125100-07RT RXP100150100-10RT RXP120125100-09RT RXP120150100-09RT RXP120175110-09RT RXP140150100-11RT RXP140200110-11RT RXP160150100-12RT RXP160200110-12RT RXP180150110-14RT RXP200150125-16RT RXP200250125-16RT
	M3 M4 M5 M6 M8 M8 M10 M10 M12 M12 M12 M14 M14 M16 M16 M18 M20 M20
	ing


	Japanese Standard HSS-E High-Speed ​​Steel Multipurpose American  Standard Spiral Tap
	XMJ-SFT JIS HSS-E X Coating UNIFIED Spiral Flute Tap for Multi Purpose
	JIS
	H1-H5
	XMJ#256C042-03SFT-H1 XMJ#348C044-03SFT-H2 XMJ#440C044-03SFT-H2 XMJ#540C046-04SFT-H2 XMJ#632C048-04SFT-H2 XMJ#832C052-05SFT-H2 XMJ#1024C060-055SFT-H2 XMJ#1224C060-055SFT-H3 XMJ010420C062-06SFT-H3 XMJ051618C070-061SFT-H3 XMJ030816C075-07SFT-H3 XMJ071614C080-08SFT-H3 XMJ010213C085-09SFT-H3 XMJ091612C090-105SFT-H4 XMJ050811C095-12SFT-H4 XMJ030410C105-14SFT-H4 XMJ070809C115-17SFT-H5 XMJ010108C125-20SFT-H5 XMJ1010808UN180-22SFT XMJ1010408UN180-24SFT XMJ1030808UN200-26SFT XMJ1010208UN200-30SFT XMJ1050808UN200-32SFT XMJ1030408UN200-35SFT XMJ1070808UN225-38SFT XMJ020108UN225-40SFT

	D1-P
	UNC 2-56 UNC 3-48 UNC 4-40 UNC 5-40 UNC 6-32 UNC 8-32 UNC 10-24 UNC 12-24 UNC 1/4-20 UNC 5/16-18 UNC 3/8-16 UNC 7/16-14 UNC 1/2-13 UNC 9/16-12 UNC 5/8-11 UNC 3/4-10 UNC 7/8-9 UNC 1"-8 UN 1-1/8-8 UN 1-1/4-8 UN 1-3/8-8 UN 1-1/2-8 UN 1-5/8-8 UN 1-3/4-8 UN 1-7/8-8 UN 2-8
	LIMIT
	H1 H2 H2 H2 H2 H2 H2 H3 H3 H3 H3 H3 H3 H4 H4 H4 H5 H5 H5 H5 H5 H6 H6 H6 H6 H6

	ing
	Blade width
	Cutting cone length
	Shank diameter


	Chip flute
	convex tip
	thread minister
	handle length

	back corner
	ministers from all directions
	Square part width


	pitch
	outside
	middle
	Small


	ing

	ing
	_ Milling machining, versatile and efficient
	Thread milling, general purpose, economical and efficient
	Connection, Everywhere

	ing

	Thread milling cutter inserts
	ing

	TH series single-row toothed  thread end mills
	Order number
	Blade model
	Main applications
	Other applications
	ing

	WHL series (extended)  single-row toothed thread end mills
	Order number
	Dc
	l1
	l3
	d1
	Blade model

	Main applications
	Other applications
	ing

	WH series multi-row toothed  thread milling cutters
	Order number
	Order number
	Number of  cutting edges
	Number of  cutting edges

	Main applications
	Other applications
	ing

	Multi-row toothed thread  end mill WHL series (extended)
	Order number
	Number of  cutting edges

	Order number
	Number of  cutting edges

	Main applications
	Other applications
	ing

	UNC/UNF WHL series multi-row toothed  thread end mills
	Order number
	Number of  cutting edges

	Order number
	Number of  cutting edges

	Order number
	Number of  cutting edges

	Main applications
	Other applications
	ing

	Multi-row toothed thread end mill  UNC/UNF WHL series (extended)
	Order number
	l21
	l3
	Dc
	l1
	d1
	Model

	Main applications
	Other applications
	ing

	Tool thread selection:  Single-row toothed metric thread
	ing

	Tool thread selection:  Multi-row toothed metric thread
	ing

	Tool thread selection:  Single row of teeth - US standard UN thread
	ing

	Tool thread selection:  Single-row G-thread (BSP)
	ing

	Application information
	Adjustable coolant delivery
	To ensure ideal chip delivery during blind hole machining,  the coolant bolts should be removed.
	If through-hole threads are machined,  the axial coolant outlet can be sealed.
	In this way, all the coolant flows out radially,  and the chips are flushed downwards from the holes.
	Coolant bolt

	ing

	Application information
	Tool measurement After generating the CNC program, the tool must be measured  as shown on the right.  Then, the input thread depth will be achieved.
	Unavailable length The thread length also includes the final thread comb  plus half the pitch strategy.  Because 1/2 is greater than P/2, an "unusable length" (X) is derived,  which must be considered during programming. This "unusable length" is calculated by subtracting  half the pitch (P/2) from half the blade length (1/2).
	Example: M36, with TPGT09 thread milling cutter insert.
	Length
	Processing strategy We recommend using radius programming to machine threads.  No-load cutting can be performed without radius correction.
	The unusable length of the T271 series products  is less than the chamfer length of the tap.

	ing

	Radius correction value for thread milling
	Metric threads conforming to DIN 13 standard
	Thread nominal  diameter
	Minimum size H tolerance
	Radius correction
	Tolerance median 6H tolerance
	Tolerance median 6G tolerance
	Based on pitch diameter tolerances conforming to DIN ISO 965-1. Applicable from M20 onwards. *Note: For P=5mm, we recommend a blade radius r=0.2mm!  Please be aware of this when selecting the radius correction value.

	UN/UNC/UNF/UNEF threads conforming to ASME B1.1 standards
	Thread nominal  diameter
	Minimum size
	Radius correction
	Tolerance median 2B tolerance
	Tolerance median 3B tolerance
	Based on pitch diameter tolerances conforming to ASME B1.1. Applicable from UNC 7/8 onwards. *Note: For P = 5 teeth per inch, we recommend a blade radius r = 0.2 mm!  Please be aware of this when selecting the radius correction value.

	ing

	Radius correction value for thread milling
	Pipe threads G (BSP) conforming to DIN EN ISO 228 standard
	Thread nominal  diameter
	[Inch]

	Radius correction
	Minimum size
	Tolerance median

	Based on pitch diameter tolerances conforming to DIN EN ISO 228. Applicable from        .
	If you subtract the value given in the "Minimum Size" column from the measured tool radius, the thread will be within the  lower tolerance range and will typically be too narrow. To mill the thread to the middle tolerance value, subtract the value given in the "Middle Tolerance Value" column from the measured tool radius. The thread will typically be dimensionally accurate after machining.
	Example of M36-6H thread
	Measured tool radius
	Radius correction, tolerance median 6H
	Tool radius to use


	ing

	Recommended parameters for thread milling
	The given cutting parameters are average standard values. Adjustments are recommended for special use cases.
	Material group
	Coolant recommendations
	Emulsion
	Oil
	Cutting speed
	Workpiece material classification and marking letters
	Brinell hardness HB

	Tensile strength Rm N/mm²
	Processing material group

	Annealing
	Annealing

	Non-alloy steel
	Conditioning
	Annealing
	Conditioning
	Free-cutting steel (short chips)
	Annealing
	Annealing

	Low alloy steel
	Conditioning
	Conditioning
	Conditioning

	High alloy steel and  high alloy tool steel
	Annealing
	Quenched and Tempered
	Quenched and Tempered

	Stainless steel
	Ferrite/Martensite, Annealed
	Martensite, Quenched, and Tempered
	Austenitic, Quenched

	Stainless steel
	Austenitic-ferritic duplex stainless steel

	Malleable cast iron
	Ferrite
	Pearlite

	Gray cast iron
	Low tensile strength
	High tensile strength/austenitic

	Ductile Iron
	Ferrite
	Pearlite

	Blade size
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	Recommended parameters for thread milling
	The given cutting parameters are average standard values. Adjustments are recommended for special use cases.
	Material group
	Coolant recommendations
	Emulsion
	Oil
	Cutting speed
	Workpiece material classification and marking letters
	Brinell hardness HB

	Tensile strength Rm N/mm²
	Processing material group


	Forged aluminum alloy
	Non-time-sensitive processing
	Time-sensitive processing
	≤12% silicon, non-aging treatment

	Forged aluminum alloy
	≤12% silicon, can be aged
	>12% silicon, non-aging treatment

	Magnesium alloy 3
	Non-alloy, electrolytic copper
	Copper and copper alloys  (bronze/brass)
	Brass, bronze, red brass
	Copper alloy, short chips
	High-strength Ampco alloy
	Iron base

	Heat resistant alloy
	Annealing
	Annealing
	Nickel or cobalt based
	Casting
	Pure titanium

	Titanium alloy
	α-phase and ẞ-phase alloys, aging treatment
	tau phase alloy

	Tungsten alloy
	Molybdenum alloy
	Quenched and tempered

	Quenched steel
	Quenched and tempered
	Quenched and tempered

	Hardened cast iron
	Quenched and tempered

	Thermoplastic
	No abrasive filler materials

	Thermoset plastic
	No abrasive filler materials
	Fiberglass reinforced plastic
	Carbon fiber reinforced plastic
	Aramid fiber reinforced plastic


	Graphite (Technology)
	Xiao

	Blade size

	Coolants that are mixed with water must not be used when processing magnesium alloys.
	Machining can be performed via climb milling, and the given cutting parameters are target values ​​under favorable machining conditions.
	Remedies for vibration: Use indexable inserts with chip breaker grooves; reduce Vc by 25-50% and/or increase fz by 25-50%; radial cutting distribution.
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