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ing
D-C 

Thread Master· 
Total Tooling Solution UNICO 

Icons legend 

Thread type 

IM 

G I\S P 

NPSC NPS 

Thread tole rance 

H2 ISO to lernnce 

OH Of1 tolerance 

Spiral ang le 

.. , ... fl$ 

Rl 5" ,Rl 5 d@<;lr@ll: 

F#...11 RlO" 
llJO- Rl 0degree 

Cutt ing direcUon 

RH Right h3nd 
? rolilliontcumng 

Chamfer fo rms 

M f Metric line 

RC BS PT 

NPT NPT 

6H i:llNI tolerance 

RH FOR.MING tolerar1<e 

.. ,..,. R35' 
R35• R35 deg rl'I! 

F#...11 uo· 
LlO" U0 degN!e 

LH t..-flhan.d 
<:;- rouiliontcutting 

UNC UNC UNF UN~ 

BSW I\SW BSF BS F 

6HX DIN tolerance 6G DIN tolernnce 

28 ANSI loletance 2BX ANSI to lerance 

.. ,, R45' 

R45" R45 degrl'I! 

F#...11 Ll5" 
LlS' LlS degree 

~orm A (6 pltd1) form I! (5 p itd1) • D/4P 
~,:, rm C (2-3 plt<hl II 

E/1.SP 
~,:, rm E (1.5-2 pi t<hl 

Hole type/ Thread depth 

• for bl ind holes I Fo , through holes 

ma2xD max.2:xD 

• Thr~ading depth 2~D I Thttadi1191 d~pth 2~D 

Intema!I coo lant 

Through coolant tap with imen,a1 cenler and 
radial ho lees, for through holes 

ma,13)1D 

I Thiead i~g 
depth ma~.hD 

maic.1.SxD 

• Threading dep1h 1.5~0 

Thro~gh coolant tap wi th i~li!malcenterhole, 
for blind hole, 

max.2.SxD • Tht~adii'9 
de-pth max.2.'S<D 

mak.l.5~0 

I Thre.!!ding depth l .S,D 
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Thread Master· 

Icons le,gend 

Stock status 

D (u~tom lap w11hou1 stock 

Too l material 

- High 

- Speed Steel Ill 3%Vanadium 
HSS II 5%CobalL 

HSS II powder 
meiall urgy HS S II $up~r powde r 

metall urgy HSS 

Standa rdisation categories for HSS 
DIN ISO 11054 • Cutting tools 

Con'.'entione1 
h19h •pead " tMI• 

Powder Metailur9lcal 
hig~ sp,!ed ~•~IS 

HSS 

HSS-E 

HSS•PM 

HSS-E-PM 

High speed stMI with less lhan 4. 5%Co and less than 2.6% V 

High speed steel with less than 4.5% Co anc less titan 2.6% V 

Comparison of carbide distribution and car-bide siize (M = l00x) 
Converiliorially cast material Powder,metallurgy material 

Powder Metall1urg,y steel has smal l. evenly distributed carbides 

Surface treatment 

TIN 

TICN 

TIIALN 

BrjghL{uncoat ed ) TiN 
Titaniu m iN 1tnde Coatmg 
(gold-yel low) 

Titanium Carbon 
Nitride Co.-1ln9 (Gray) 

T1N•toa li ng 1lelds a hardness ol approx. 2'400HV and also a Mal rbslslantup to approx. 600 ' C. 
Th" curr~ nl coaling is an sxC!tll&nl ell-round coating for r>Ormal applicattons . 
Colou, : Golden Y llow. 

L..:_°effic:lenJ o r fric tion against 51e el : 0.4 

• 
TlCN tal<es place ot TIN when lhe c:ondillons ,equlre the c0e11ng to h Ye a dlllerenl heron es, and 1oughness. 
Th 11 TIC N-copllng has a hardness of approx. J,000 HV, bul Is heel reslstanc<i only holds up lo approK, 400' C, 
meaning 'lhal the TICN needs .en el<cellent cootlng system for a i<',n\l •&CYlc& Il le. 
Colou1: Blue-Grey .Coefficient of friction a~al~sl steel : 0.2 

r TiAIH has a har<IMH of approx.3.300 HVana is h11a1 rnsistant uo 1oapprox. aoo·c. 
Machi~lng al high 1empcra1ures with ins ufrielcn1 cooling,. or al high sp@ad cutting. 
Colou r : G111yish Ba ld . 
Co&flici<inl or lticlion agoin,utt,el: 0.5 

1,1ar11um Aluminum Nande 
Coat ing ( 81~d l 
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Thread Master· 
Total Tooling Solution UNICO 

Hole type/ Thread depth 

Thread type 

Toa material 

lllreacl Tolerance 

Spir.il i.ingle 

O'l!lmfer k;m"ls 

Cutting din;,dic;n 

M 

MF 

UNG, IJNF 

BSW, BSF 

PlPc(G,Rc.NPS,NPT) 

Surface lrea!rnent 

6H 28 

R45• R45° 

FormC FormC 

RH RH 

Page 18 

Page 18 

Page 27 

TIN 

Tapssmndard DIN371J376/374 DIN371 13761374 

• Recommended O Suilable 

1$0 Material! Group Appllcalfon N/mm• 513 

P.1 Free cutting steel 200 - 400 • • 
P.2 ~

onstruction sleel, 
case hardening steel 350-700 

P.3 Camon steel , 350-850 
p Stee1 

low Alloyed steel 

All~ed steel, P.4 hea • treated steel 500 • 850 

P.5 All~ed steel, 
Ilea treated steel 850 • 1100 • • 

P.6 Allo~ecl steel, 
hig strength steel 

11100 -1400 0 0 

M1 Ferrilic,manensitic <850 • • 
M Stainless M2 A~tenitic <850 • • steel 

M3 Ferritic-Austenilic !~plex) < 1100 • • 
K.1 Grey cast iron <450 

K Cast iron K.2 Nodular casUron <850 

K.3 

~

leable cast iroo <850 

N .1 minium Wl'Olllghl alloys <500 

N Aluminium N,2 Aluminium cast alloys <500 • • alloys 7%<$1$12% 

N.3 I AlUmlrnlum cast alloys 
12%(Si~17% <::600 0 0 I 

Titanium S.1 Titanium alloys <900 alloys s Nickel 
~ ckelalloys al loys S.2 < 1100 

H.1 =edsteel. 

H Hardened ness HRC 44-5.5 
maleria1s I =edsteel, H.2 mtss HRC 56-62 

I max.2.SKD 

• RI II 
OH 2B 6H 6H 

R45° R45' R45° R45° 

FormC FormC FOfmC ForrnC 

RH RH RH RH 

Pag,e29 P.ege39 

Page29 Page40 

Page33 

Iii TIN llil 
JIS JIS DI~371 /376 DIN374 

• • • • 
• • • 
• • • 
• • • 

• • 0 0 

0 0 

• • • • 
• • • • 
• • 

• • • • 
0 0 0 0 
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Thread Master· 

' max.2.SxD 

a m 11 • 28 OH 2B 6IHI 6H 6H 6H! OH OH 1 6H 

R45° R4S' R45" L4o• R45" R35• R35' R3$" R3.5• R35" 

FormC Fo1JJ1C FormC FormC FormC FormC FonnC FormC FormC FormC 

RH RH RH LH RH RH RH RH RH I RH 

Page59 Page 47 Page53 Page41 Page60 Page66 Page 56 

Page59 Page42 Page60 

Page50 
I 

Page 63 

I I I I 

I I I I 

TIN m II• 1-::• iii j TIN I HI liN Ill Tl~ II N a TIN Ill TIN II 
-

DIN371/376J374 JlS JIS DIN371/376 0 1 ti371/376 DIN3711376 DIN374 JIS JIS Extra-Long !DIN Extra-Long 
~- - ~ ,--

: ~ 
J i. -

~ ~ 
~'. i t 

~ .. - -~: • ~ 

' . 
I ' 1 -·~ 1/ i1 

I ~ 

( 
I I 

I '+ 
I " ~ 

l I 
; I :l .. -

,_ - - ... 

• • • • • • • • • 
• • • • • • • • • 
• • • • • • • • • - - ·-

• • • • l • • • • • 
0 0 0 0 0 0 0 0 0 

- - - - - - - - - - - - - - - -

-
• • • • 
• • • • - -

• -

• • • • • • • • • • 
~ -,- - - ~ - - ,- --• e- - ,- ~ -- -• ,..._ 

~ e- ~ 

0 0 0 0 0 0 0 0 0 0 
~ - ~ - ~ - - - - - ~ - ~ ~ - - I-- ~ ~ -
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Thread Master· 
Total Tooling Solution UNICO 

Hole type/ Thread depth ' max.2xO 

Tool material • ■I • thread Tolerance 6HX 6HX 6H OH 6H 6H 

Spiral ..ir,gje R15" IR10• R15• R15' R15" R15" 

Olamferfonns FormC FormC IFormC FormC FormC FormC 

Cutting diredion RH RH RH RH RH RH 

r M Page21 F)age 2'2 Page 19 Page30 Page43 

MF Page44 
i 

Thread type UNC, UNF 

BSW, BSF 

PIPE(G,Rc,NPS1NPT) 

Surface treafment IHI Ill •• 11111 lTN Ill I TINIIII 

Ta pssrandard DIN371f376 DIN371/37S DIN371/376 JIS DIN3711375 DIN374 -
-

I r-, 
{ 

I 
' 

' 

i 
; 

• Reicommended O Suitable -
ISO Material! Group Application 513 Nlmm• 

P.1 Free cutting steel 200 - 400 

P.2 I Conslruction Sleel, 
case hardening steel 350 - 700 

P.3 Ca!bon steel , 

p Steel 
low Alloyed steel 

r All,ed steel, P.4 hea treated steel 

350 - 850 

500 - 850 
... 

P.5 All~steel , 
hea treated steel 850 - 1100 • • • • 

P.6 AJl~ed steel, 
hig strength steel 

11100 - 1400 
--• 0 0 

M1 r Ferrilic.martensitic 
--<850 

M Stainless M.2 

~

lilGtenit1c steel 

M3 rritic-Auslenil1c !Duplex) 

K.1 rey cast iJOn 

< 850 

< 1100 

<450 • . , • • 
K Casi iiron K.2 Nodular cast ,iron <850 • • • • 

K.3 

~

eable cast iroo 

N.1 minium wrought alloys 

<850 • • 
<500 

N Aluminium N.2 Alllmirnlum cast alloys 
alloys 7%<S~2% <500 

N.3 I Aluminium cast alloys 
12%<Si!S17% <600 

Titanium S .1 Titanium alloys alloys s Nic;k;el 
r;;chl alloys al lays S.2 

<900 • 
< 1100 • 

H.1 =. edsteel. 

H Hardened ness HRC 44-5:5 
maleria1s I =ed St!X!I, H.2 08'SS HRC 56-62 

I - I 

I -
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max.2xD max.3xD 

m 
6H 25 OH 2B 6H H2 6H 6H 6HX '6HX 

R15° Rts• R1s• R15° R35" R35• L15• L15" uo• 

1FormC FormC FormC FormC FormC FormC• Form8 Form 8 FormB Form8 

RH RH RH RH RH RH RH RH RH RH 

Page48 Page 61 Page69 ,Page 17 Page20 Page 21 Page 22 

Page 61 Page69 Page 17 

Page52 Page65 

Page54 

Till • • B Ii liN m■ liN 111 111 TiN TIN 111 11 mm 1!1 111 ·• 
DIN3711376 DIN3711376/374 JIS JIS DIN5156 1S0529 DIN371/376/374 DIN371/376 DIN371/376 DIN371J376 

"""" -~ - ,-- -
i/j ;,i u ·-, 

[~ 
,. 

! l ,, 
i,4 f • , 

r~ r , Jv 
~ ·1.' 
~ ~ 
; 

' 
~ 1 

'• 
I-

- ~ ... '-' 

• • • • • 
• • • • ·• 
• • • • • 
• • • • • 
• • • • • • - -

0 0 • - -
• • 
• ·• -
• 

• • • • • 
• • • • • 

• 
- ·-

0 0 • • 
- ,- - c-

0 • 
0 • 

• 
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Thread Master· 
Total Tooling Solution UNICO 

Hole type/ Thread depth 

Toa material 

lllreacl Tolerance 2B 

Thread type 

Spir.ili.ingle 

O'l!lmfer k;m"ls 

Cutting din;,dic;n 

M 

MF 

UNG, IJNF 

BSW, BSF 

P!Pc(G,Rc.NPS,NPT) 

FonnB 

RH 

Page26 

I 
OH OH 

u5• 

FormB For111 B 

RHI RH 

Page 28 Pag,e31 

Page 28 

Surfare lrea~ I TIN IHI j lJ}j Ill I ll ill 
Tapssmndard DIN371J376/374 JIS JIS 

• Recommended OSuilable 

1$0 Material! Group Appllcalfon N/mm• 513 

P.1 Free cutting steel 200 - 400 • • • 
P.2 ~

onstruction sleel, 
case hardening steel 350-700 • • • 

P.3 Camon steel , 350-850 • • • p Slee1 
low Alloyed steel r· All~ed steel, P.4 hea -treated steel 500 • 850 

P.5 All~ed steel , 850 • 1100 • • Ilea treated steel • 
P.6 Allo~ecl steel, 

hig strength steel 
11100 -1400 0 0 0 

M1 Ferrilic,manensitic <850 • • • 
M Stainless M2 A~tenitic <850 • • • steel 

M3 Ferritic-Austenilic !~plex) < 1100 • • 
K.1 Grey cast iron <450 • 

K Cast iron K.2 Nodular casUron <850 • 
K.3 [ Malleable cast iroo <850 • 
N.1 Aluminium Wl'Olllghl alloys <500 

N Aluminium N,2 Aluminium cast alloys <500 • • • alloys 7%<$1$12% 

N.3 I AlUmlrnlum cast alloys 
12%(Si~17% <::600 0 0 • 

Titanium S.1 Titanium alloys <900 0 0 alloys s Nickel 
Gickel alloys al loys S.2 < 1100 

H.1 =edsteel. 

H Hardened ness HRC 44-5.5 
maleria1s I =edsteel, H.2 mtss HRC 56-62 

max.3xD 

II II • 2B 6H 6H 

FormB FormB ForrnB 

RH RH IRH 

Page37 

Page 37 Page 38 

Page32 

[B II 
JIS DI~371/376 DIN374 

• • • 
• • • 
• • • 
• • • 
• 0 0 

0 

• • • 
• • • 
• 

• • • 
0 0 0 

0 
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Thread Master· 

I max.3xD 

II a 
6H 6H 28 OH 28 OH 6H, 6H H2 6H 

FormB FormB Fo1m8 Fom,6 Form8 FormB FolilJIS Forms Form B FormB 

LH RH RH RH RH RH RH RH RH I RH 

Page47 Page48 Page58 Page66 Page56 Page68 Page 53 

Page58 Page68 r 
Page49 Page62 

f'age54 

m rm■ a nN TIN II nN ■ TIN TIN 

DIN3711376 IOIN3711376 DIN371J376/374 JIS JIS JlS Extra-lotig DIN Exira-Long DlN5156 180529 DN371/376 - -~ ,-. ,-... 

i [: i~' 

i '., 
'" 

-
:; 

I 

. 
Ii 

:• 

I L •' • v l 

- - -
• • • • • • • • • I 

• • • • • • • • • 
• • • • • • • • • I 

• • • • ! • • • • • l 
0 0 0 0 0 0 0 

- - ---- - ---- - - - ---- - ---- - ----

• • • • • • •· 0 0 
--• • • • • • • 0 0 

~ ~ ~ - ~ - - ->--

• 
• • • • • • • • • • 

·- - -- - ·- ~ -~ - ~ -- -- - -

0 0 0 0 0 0 0 0 0 0 
- - ·-- - -
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Thread Master· 

1$0 
513 

p 

M 

K 

N 

s 

H 

Total Tooling Solution UNICO 

Material! Group 

P.1 

P.2 

P.3 
Stee1 

P.4 

P.5 

P.6 

M 1 

Stainless M2 
steel 

M3 

K.1 

Cast iron K.2 

K.3 

N.1 

Aluminium N,2 alloys 

N.3 

Titanium S .1 alloys 

Nickel 
al loys S.2 

Hardened 
H.1 

maleria1s 
H.2 

Hole type/ Thread depth 

Toa material 

Thread type 

lllreacl Tolerance 

Spir.ili.ingle 

O'l!lmfer k;m"ls 

Cutting din;,dic;n 

M 

MF 

UNG, IJNF 

BSW, BSF 

PlPc(G,Rc.NPS,NPT) 

Surface lrea!rnent 

Taps Slandard 

• Recommended OSuilable 

Appllcalfon N/mm• 

Free cutting steel 200 - 400 

~
onstruction sleel, 

case hardening steel 350-700 

Camon steel , 
low Alloyed steel 350-850 

All~ed steel, 
hea -treated steel 500 • 850 

All~ed steel , 
Ilea treated steel 850 • 1100 

Allo~ecl steel, 
hig strength steel 

11100 - 1400 

Ferrilic,manensitic < 850 

A~tenitic <850 

Ferritic-Austenilic !~plex) < 1100 

Grey cast iron <450 

Nodular casUron <850 

~

leable cast iroo <850 

minium Wl'Olllghl alloys <500 

Aluminium cast alloys 
7%<$1$12% <500 

I AlUmlrnlum cast alloys 
12%(Si~17% <::600 

Titanium alloys <900 

~ ckelalloys < 1100 =edsteel. 
ness HRC 44-5.5 

I =edsteel, 
mtss HRC 56-62 

max.2xD 

• II 
6HX 6HX 6H 6H 6H OH 

FormC FonnC Form DC Form DC Form D Form DC 

RH RH RH RH RH RH 

Page25 Page 23 PBge45 Page57 

Page 23 Page45 Page46 Page57 

Page 54 

Ill Iii~ lil_J TJ}j 

DIN DIN371/376 DIN371/376 DIN374 DfN5156 JIS 

• • • • 
• • • • 
• • • • 
• • • • 

• 

• • • • • 
• • • • • 

• • 0 0 0 0 -

• 
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Thread Master· 

' I max.LSxO ' I max.2.SxD 

IE 1.1 1.1 fl am 
H2 H2 HZ 2B 26 RH 6HX 69 6H 

F0ITll DC Form DC FomiD FormD FormD FonnDC FoffllO C Form BC 

RH RH LH RH RH l I RH 

Pag,e70 Page72 Page72 Page34 ,Page35 'Page76 Page 77 

Page 71 I Page34 Page35 Page 76 

Page73 
I I 

Page73 

I I 

I TIN • I TIN Iii■ L TIN m 
-

IS0529 IS0529 IS0529 !S0529• JIS DIN Dlt,11223 DIN338 DIN371/376 
- _,__ 

~ 

I 
,. 

j;J 
. 

;'.;; -
-

( 
, 

~ii 
I:. I~ 

., 
.._J ·, ,_ -

• • • • • • • • • 
• • • • f • • • • • 
• • • • • • • • • - ·-

• • • • i • • • • • 
0 

-

- - -
0 0 0 

- - -
0 0 0 

• • • • • 
• • • • • 

• • • -• • • 
- c- -• 

0 0 
- ~ 
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D-C 

Thread Master· 
Total Tooling Solution UNICO 

Hole type/ Thread depth ' I max.2xD 

Tool material • II m II 
thread Tolerance 6HX H2 6H 6H 

Spiral ..ir,gje 

Olamferklntr;; Form A D C Form AO C Form AOC Fonn AC 

Cutting diredion RH RH RH RH 

r M Paga24 Page74 Pa.ge 75 --MF Pa9e75 

Thread type UNC, UNIF 

BSW, BSF 

PIPE(G,Rc,NPS1NPT) 

Surface treafment Ill 
Taps srandard DIN352 1S0529 DING52 DIN2181 

Nr lZ 

• Reicommended O Suitable 

ISO Material! Group Application Nlmm• 513 

P.1 Free cutting steel 200 - 400 • • • 
P.2 I Conslruction Sleel, 

case hardening steel 350 - 700 • • • 
P.3 Ca!bon steel , 350 - 850 • • • p Steel 

low Alloyed steel 

r All,ed steel, P.4 hea treated steel 500 - 850 • • • 
P.5 All~steel, 

hea treated steel 850 - 1100 • 0 0 

P.6 AJl~ed steel, 
hig strength steel 

11100 - 1400 • 
M1 r Ferrilic.martensitic <850 

M Stainless M.2 

~

lilGtenit1c < 850 steel 

M3 rritic-Auslenil1c !Duplex) < 1100 

K.1 rey cast iJOn <450 • • • • 
K Casi iiron K.2 Nodular cast ,iron <850 • • • • 

K.3 

~

eable cast iroo <850 • 0 0 

N.1 minium wrought alloys <500 

N Aluminium N.2 Alllmirnlum cast alloys <500 alloys 7%<S~2% 

N.3 I Aluminium cast alloys 
12%<Si!S17% <600 

Titanium S .1 Titanium alloys <900 0 alloys s Nic;k;el 
r;;chl alloys al lays S.2 < 1100 

H.1 =. edsteel. 

H Hardened ness HRC 44-5:5 
maleria1s I =ed St!X!I, H.2 08'SS HRC 56-62 
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Ii : !J 

• Custom Thread Tof~ce.lones(4H. 66,. 7G., 6H+Oil etc.) 

• C1.1stcim taps with internal coolant 

• Custom taps with colored ring 
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Thread Master· 
Total Tooling Solution UNICO 

DIN 371 Spiral Point Machine Taps with reinforced shank 

M MF 6H I .... RH 
m;;iterial ll &'SP - ,.::i. 

Code Size p T L 
SC612001 M2 0.4 6H 45 
SC612002 M2.5 0.45 6H 50 
SC612003 M3 0.5 6H 56 
SC612004 M4 0.7 6H 63 
SC612005 MS 0.8 6H 70 
SC612006 M6 l 6H 80 
SC612007 M8 1.25 6H 90 
SC612008 MF8*1 l 6H 90 
SC612009 M l 0 1.5 6H 100 
SC612010 MF l 0*l l 6H 90 
SC61201 l MF l0*l.25 1.25 6H 100 

1 
8 
9 
11 
13 
16 
19 
22 
22 
24 
16 
24 

le DIN371 :S; 10 

ft ;;i 
Typel r:.=r-r- i ~ 
Type> ti r nb j 0: 

wrf..ce lrealmrllt TiN GI II Unit: mm 

11 k dl a Flute dO Stock 
13 2.8 2. 1 1.6 
15 2.8 2. 1 2. 1 
18 3.5 2.7 2.5 
21 4.5 3.4 3.3 
25 6 4.9 4.2 
30 SP 6 4.9 3 5 ■ 

35 8 6.2 6.8 
35 8 6.2 7 
39 10 8 8.5 
39 10 8 9 
39 10 8 8.8 

DIN 376/374 Spiral Point Machine Taps with reduced shank 

DIN376;;,12 

. - .------~ 
~ - ·: ___ -~ 

sunace lt,latmen1 Uni t mm 

Code Size p T L 1 k dl a Flute dO Stock 
SC612101 Ml2 1.75 6H 110 28 9 7 10.3 
SC612102 MF1 2* 1 l 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 Ml4 2 6H 11 0 30 11 9 12 
SC612106 MF14*1.5 1.5 6H 100 30 11 9 12.5 
SC612 107 Ml6 2 6H 11 0 32 12 9 14 
SC612108 MF16* 1.5 1.5 6H 100 32 

SP 
12 9 14.5 

SC612109 Ml8 2.5 6H 125 37 14 11 15.5 
■ 

SC612 110 MF18*1.5 1.5 6H 110 25 14 11 16.5 
SC612 111 M20 2.5 6H 140 37 16 12 17.5 
SC612112 MF20*1.5 1.5 6H 125 25 16 12 

4 
18.5 

SC612 113 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 
SC612 115 M24 3 6H 160 45 18 14.5 21 
SC612116 MF24*1.5 1.5 6H 140 30 18 14.5 22.5 
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DIN 371 R45° Spiral Flute Machine Taps with reinforced shank 

Typel 

Type2 

M MF 6H ~~ ... matenal B TiN 1111 • su~E1Celrea1rnen1 - M Unit•mm 
Code Size p T L I 11 k dl a Flute dO Stock 

SC5 12001 M2 0.4 6H 45 6 13 2.8 2.1 1.6 
SC5 12002 M2.5 0.45 6H 50 6 15 2.8 2. 1 2.1 
SC5 12003 M3 0.5 6H 56 6 18 3.5 2.7 2.5 
SC5 12004 M4 0.7 6H 63 8 21 4.5 3.4 3.3 
SC5 12005 MS 0.8 6H 70 9 25 6 4.9 4.2 
SC5 12006 M6 1 6H 80 11 30 2.5P 6 4.9 3 5 ■ 

SC5 12007 M8 1.25 6H 90 14 35 8 6.2 6.8 
SC5 12008 MF8*1 1 6H 90 14 35 8 6.2 7 
SC5 12009 MlO 1.5 6H 100 16 39 10 8 8.5 
SC5 12010 MFlO*l 1 6H 90 16 39 10 8 9 
SC5 1201 l MFlO*l.25 1.25 6H 100 16 39 10 8 8.8 

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

DIN376,312 

m :ULZ .. li•D 

M MF 6H ~~ .... I ~ ~!# ~ TiN a• surfacelf1'Jllmenl - Unit·mm 

Code Size p T L L k dl a Flute dO Stock 
SC5 12101 Ml2 1.75 6H 110 18 9 7 10.3 
SC5 12102 MF12*1 I 6H 100 18 9 7 II 
SC5 12103 MF1 2* 1.25 1.25 6H 100 18 9 7 10.8 
SC5 12104 Mf 12* 1.5 1.5 6H 100 20 9 7 

3 
10.5 

SC5 12105 Ml4 2 6H 110 20 11 9 12 
SC5 12106 MF14* 1.25 1.5 6H 100 20 11 9 12.5 
SC5 12107 Ml6 2 6H 110 20 12 9 14 
SC5 12108 MF16* 1.5 1.5 6H 100 25 

2.5P 
12 9 14.5 

■ 

SC5 12109 MIS 2.5 6H 125 25 14 11 15.5 
SC5 12110 Mf 18* 1.5 1.5 6H 110 25 14 11 16.5 
SC5 12111 M20 2.5 6H 140 25 16 12 17.5 
SC5 12112 M20* 1.5 1.5 6H 125 25 16 12 

4 
18.5 

SC5 12113 M22 2.5 6H 140 25 18 14.5 19.5 
SC5 12114 MF22* 1.5 1.5 6H 125 25 18 14.5 20.5 
SC5 12115 M24 3 6H 160 30 18 14.5 21 
SC5 121 l6 MF24*1.5 1.5 6H 140 30 18 14.5 22.5 



ing

15

E

E
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ing

DIN 371 R15° Spiral Flute Machine Taps with reinforced shank 

Code Size 
SC5 1250 1 M3 
SC5 12502 M4 
SC5 12503 MS 
SC5 12504 M6 
SC5 12505 M8 
SC5 1252 1 M8* 1 
SC5 12506 MIO 
SC5 12522 M l 0*I 
SC5 12523 Ml0*l.25 

RH 
- ;;> 

p 

0.5 
0.7 
0.8 

I 
1.25 

1 
1.5 
I 

1.25 

T L 
56 
63 
70 
80 

6H 90 
90 
100 
90 
100 

Type l 

Type2 

si.nfWl treatmllfll II • 
I 11 le dl a 
6 18 3.5 2.7 
8 21 4.5 3.4 
9 25 6 4.9 
11 30 6 4.9 
14 35 2.5P 8 6.2 
14 35 8 6.2 
16 39 10 8 
16 39 10 8 
16 39 10 8 

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

:rf. M 6H r - , RW Cll.ll' ~ material Mfaee t1eatm1111 
RH II Ill■ 

Code Size p T L I le dl a 
SC512507 M1 2 1.75 110 18 9 7 
SC512524 M I2*1 1 100 18 9 7 
SC512525 Ml2* 1.25 1.25 100 18 9 7 
SC512526 M1 2*1.5 1.5 100 18 9 7 
SC512508 M14 2 110 20 11 9 
SC512527 M1 4*1.5 1.5 100 20 11 9 
SC512509 Ml6 2 110 20 12 9 
SC512528 M1 6*1.5 1.5 

6H 
100 20 

2.5P 
12 9 

SC5125 10 Ml8 2.5 125 25 14 11 
SC512529 M1 8*1.5 1.5 110 25 14 11 
SC5125 11 M20 2.5 140 25 16 12 
SC512530 M20*1.5 1.5 125 25 16 12 
SC5125 12 M22 2.5 140 25 18 14.5 
SC51253 l M22*1.5 1.5 125 25 18 14.5 
SC512513 M24 3 160 30 18 14.5 
SC512532 M24*1.5 1.5 140 30 18 14.5 

D-C 
Thread Master· 

I I 

Unit: mm 

Flute dO Stock 
2.5 
3.3 
4.2 
5 

3 6.8 ■ 

7 
8.5 
9 

8.8 

Dlr--1376 ~ 12 

Unit:mm 

Flute dO Stock 
10.3 
11 

10.8 

3 
10.5 
12 

12.5 
14 

14.5 
15.5 

■ 

16.5 
17.5 

4 
18.5 
19.5 
20.5 
21 

22.5 
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ing
D-C 

Thread Master· 
Total Tooling Solution UNICO 

DIN 371 Left-hand Spiral Flute Right Cutting Machine Taps 

Typel -::;,___... .~--~ 
- ,\ ,!11 1 ••• 

Type2 

m-

M 6H ~~ I ":: J~ maleri:al sunace lreatmen1 II Unit:mm 

Code Size p T L I 11 le dl a Flute dO Stock 
SC5 12901 M3 0.5 56 11 18 3.5 2.7 2.5 
SC5 12902 M4 0.7 63 13 21 4.5 3.4 3.3 
SC5 12903 MS 0.8 70 16 25 6 4.9 4.2 
SC512904 M6 1 80 19 30 6 4.9 5 
SC5 12905 M8 1.25 6H 90 22 5 SP 8 6.2 3 6.8 ■ 

SC5 12921 M8* 1 1 90 22 35 8 6.2 7 
SC5 12906 M l0 1.5 100 24 39 10 8 8.5 
SC5 12922 MlO*l 1 90 16 39 10 8 9 
SC5 12923 Ml0*l.25 1.25 100 24 39 10 8 8.8 

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

DIN376;,.12 

I· - I;..·---· 1 .... 
- ----- .. · 

I--~. ~ Type3 

malerial m surlace t1eatmen1 • II Unit:mm 

Code Size p T L I le dl a Flute dO Stock 
SC512907 M12 1.75 110 28 9 7 10.3 
SC512924 M 12*1 1 100 18 9 7 11 
SC512925 M12* 1.25 1.25 100 28 9 7 10.8 
SC512926 M12*1.5 1.5 100 28 9 7 

3 
10.5 

SC512908 M14 2 110 30 11 9 12 
SC512927 M14*1.5 1.5 100 30 11 9 12.5 
SC512909 M16 2 110 32 12 9 14 
SC512928 M16*1.5 1.5 

6H 
100 32 

SP 
12 9 14.5 

SC512910 M18 2.5 125 37 14 11 15.5 
■ 

SC512929 M18*1.5 1.5 110 25 14 11 16.5 
SC51291 l 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 
SC51293 1 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 
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ing
D-C 

Thread Master· 

DIN 371/376 R15° Spiral Flute Machine Taps (For Titanium alloys) 

Code Size 
SC512501-Ti DIN37 1 M3 
SC5 l 2502-Ti DIN371 M4 
SC5 l 2503-Ti DIN37 1 MS 
SC512504-Ti DIN37 1 M6 
SC512505-Ti DIN371 M8 
SC512506-Ti DIN371 MIO 
SC512507-Ti DIN376M l 2 
SC512508-Ti DIN376M l4 
SC512509-Ti DIN376M l 6 
SC512510-Ti DIN376M l 8 
SC5125 1 l -Ti DIN376M20 

RH 
? 
p 

0.5 
0.7 
0.8 
1 

1.25 
1.5 

1.75 
2 
2 

2.5 
2.5 

T 

6HX 

material II 
L I 11 
56 6 18 
63 8 21 
70 9 25 
80 11 30 
90 14 35 
100 16 39 
110 18 
110 20 
110 20 I 
125 25 
140 25 

OIN37 1,.;10 
u 

Type 1 

Type.2 0 I 
~ I J 

II 

Type 3 

surfacelr@31m~nl II ■ Unil:mm 

le dl a Flute dO Stock 
3.5 2.7 2.5 
4.5 3.4 3.3 
6 4.9 4.2 
6 4.9 5 
8 6.2 3 6.8 

2.5P 10 8 8.5 ■ 

9 7 10.3 
II 9 12 
12 9 14 
14 11 4 15.5 
16 12 17.5 

DIN 371/376 Left Spiral Flute Right Cutting Machine Taps(For Titanium alloys) 

Type 1 

TL DI 37Vi!O 

-g~El=s~ 
Type 2 0 11 :; f B © 

C !11!1 12' 

mal(.MI 

r 1...,.-'-, M 6HX ":!.. I -: ma1er1a, m surtacelreJ1menl • ■ Unil; mm 

Code Size p T L I 11 le dl a Flute dO Stock 
SC5 12901-Ti DIN371 M3 0.5 56 11 18 3.5 2.7 2.5 
SC5 l 2902-Ti DIN371 M4 0.7 63 13 21 4.5 3.4 3.3 
SC5 l 2903-Ti DIN371 M5 0.8 70 16 25 6 4.9 4.2 
SC5 l 2904-Ti DIN371 M6 1 80 19 30 6 4.9 5 
SC5 l 2905-Ti DIN371 MS 1.25 90 22 35 8 5.2 3 6.8 
SC5 l 2906-Ti DIN371 MIO 1.5 6HX 100 24 39 5P 10 8 8.5 ■ 

SC5 l 2907-Ti DIN376 Ml 2 1.75 110 28 9 7 10.3 
SC5 l 2908-Ti DIN376 Ml4 2 110 30 11 9 12 
SC5 l 2909-Ti DIN376 M l6 2 110 32 I 12 9 14 
SC512910-Ti DIN376 Ml 8 2.5 125 37 14 11 

4 
15.5 

SC5129 l l -Ti DIN376M20 2.5 140 37 16 12 17.5 
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ing
D-C 

Thread Master· 
Total Tooling Solution UNICO 

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

......:2xll 

M '6HX .. ,... I • 
~10' ~ Surface 1,.,.atnie~I Iii m Unit: mm 

Code Size p T L I 11 le dl a Flute dO Stock 
SC512501-Ni DIN371 M3 0.5 56 6 18 3.5 2.7 2.5 
SC512502-Ni DIN371 M4 0.7 63 8 21 4.5 3.4 3.3 
SC512503-Ni DIN371 M5 0.8 70 9 25 6 4.9 4.2 
SC512504-Ni DIN371 M6 1 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 MIO 1.5 6HX 100 16 39 2.5P 10 8 8.5 ■ 

SC512507-Ni DIN376Ml2 1.75 110 18 9 7 10.3 
SC512508-Ni DIN376Ml4 2 110 20 11 9 12 
SC512509-Ni DIN376Ml 6 2 110 20 I 12 9 14 
SC512510-Ni DIN376M18 2.5 125 25 14 11 

4 
15.5 

SC51251 l -Ni DIN376M20 2.5 140 25 16 12 17.5 

DIN 371/376 Left Spiral Flute Right Cutting Machine Taps(For Nickel alloys) 

Type 1 

TL IDIN371 "'~0 

---0---3£ =tJ 

~ l 

Type2 

DlM:!-H, 12 

M 6HX ~~ ... I .... RI-I 
matef1a1 1!1 suliace lfeatmenl Iii m Ml' 

,....:> 
Unit:mm 

Code Size p T L I 11 le dl a Flute dO Stock 
SC51 2901-Ni DIN371 M3 0.5 56 11 18 3.5 2.7 2.5 
SC51 2902-Ni DIN371 M4 0.7 63 13 21 4. 5 3.4 3.3 
SC51 2903-Ni DIN371 MS 0.8 70 16 25 6 4.9 4.2 
SC51 2904-Ni DIN371 M6 1 80 19 30 6 4.9 5 
SC51 2905-Ni DIN371 MS 1.25 90 22 35 8 6.2 3 6.8 
SCS 12906-Ni DIN371 MIO 1.5 6HX 100 24 39 SP 10 8 8.5 ■ 

SC5 12907-Ni DIN376Ml 2 1.75 110 28 9 7 10.3 
SC51 2908-Ni DIN376Ml4 2 110 30 11 9 12 
SC5 12909-Ni DIN376Ml 6 2 110 32 I 12 9 14 
SC5 12910-Ni DIN376 M IS 2.5 125 37 14 11 

4 
15.5 

SC51 2911-Ni DIN376M20 2.5 140 37 16 12 17.5 
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ing
D-C 

Thread Master· 

DIN 371 Strai2ht Flute Machine Taps with reinforced shank(For Cast Iron) 

Typel 

- =- --- . --
.. --- -· .. • 

Type 2 

~ ... 1 M MF 6HX I I Ill RH 
m~leria l IE surf-treatment ■ Ill Q'Z;ll' ? 

Code Size p T L I 11 le dl a Flute dO 
SC812003-Ci M3 0.5 56 11 18 3.5 2.7 2.5 
SCS 12004-Ci M4 0.7 63 13 21 4.5 3.4 

3 
3.3 

SCS 12005-Ci MS 0.8 70 16 25 6 4.9 4.2 
SC812006-Ci M6 1 80 19 30 6 4.9 5 
SCS 12007-Ci MS 1.25 6HX 90 22 35 2.5P 8 6.2 6.8 
SCS 12008-Ci M8*1 I 90 22 35 8 6.2 7 
SCS 12009-Ci MI O 1.5 100 24 39 10 8 4 8.5 
SC812010-Ci MlO*I 1 90 16 39 10 8 9 
SCS 12011-Ci MlO*l.25 1.25 100 24 39 10 8 8.8 

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

Code Size p 

SC812106-Ci M l 2 1.75 
SC812130-Ci :tv1FI2*1 I 
SC81213 l -Ci :tv1FI2* 1.25 1.25 
SC812132-Ci :tv1F 12* 1.5 1.5 
SC812107-Ci M l 4 2 
SC812135-Ci :tv1Fl4*1.5 1.5 
SC812108-Ci :tv1Fl 6 2 
SC812137-Ci :tv1F 16* 1.5 1.5 
SC812109-Ci :tv1Fl 8 2.5 
SC812139-Ci :tv1Fl8*1.5 1.5 
SC812110-Ci M20 2.5 
SC812141-Ci :tv1F20* 1.5 1.5 
SC81211 l-Ci M22 2.5 
SC812144-Ci :tv1F22* 1.5 1.5 
SC812112-Ci M24 3 
SC812147-Ci :tv1F24 * 1.5 1.5 

RH 
- .:;,, 

T 

6HX 

L 
110 
100 
100 
100 
110 
100 
110 
100 
125 
110 
140 
125 
140 
125 
160 
140 

maleria l • 

I 
28 
18 
28 
28 
30 
30 
32 
32 
37 
25 
37 
25 
38 
25 
45 
30 

DIN376~ 12 

Type3 
le r ~! 
r -1, , :- Et 

s.irf~ treatment 

le dl a Flute dO 
9 7 10.3 
9 7 11 
9 7 10.8 
9 7 10.5 
11 9 12 
11 9 12.5 
12 9 14 

2.5P 
12 9 

4 
14.5 

14 11 15.5 
14 11 16.5 
16 12 17.5 
16 12 18.5 
18 14.5 19.5 
18 14.5 20.5 
18 14.5 21 
18 14.5 22.5 

Unit mm 

Stock 

■ 

Unit mm 

Stock 

■ 
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ing
D-C 

Thread Master· 
Tota l Tooling Solution UNICO 

DIN352 Set of 3 Straight Flute Taps (HRC40) 

Typel 

Type2 

L 

max.2XD 

M GHX,-: 1111111 ... 

' I 
RH 

malerla l &I Ti N III■ !MP ~"!Y ? suffaca treatrnsni Unit:mm 

Code Size p L I Nrl Nr2 F dl a Flute dO Stock 
SC8 12201 M3 0.5 40 14 3.5 2.7 2.5 
SC8 12202 M4 0.7 45 15 4.5 3.4 

3 
3.3 

SC8 12203 MS 0.8 50 18 6 4.9 4.5 
SC8 12204 M6 I 56 22 6 4.9 5 
SC8 12205 MS 1.25 63 22 6 4.9 6.8 
SC8 12206 M IO 1.5 70 24 6P 4P 2P 7 5.5 8.5 ■ 

SC8 12207 M l2 1.75 75 28 9 7 10.2 
SC8 12208 M l4 2 80 30 II 9 4 12 
SC8 12209 Ml 6 2 80 32 12 9 14 
SC8 12210 MI S 2.5 95 37 14 II 15.5 
SC8 1221 l M20 2.5 95 37 16 12 17.5 

DIN Set of2 Strai2ht flute taps(HRC40) 

Typel 

..- 1 
a::=J f.'==r--4+----=-3§} ¢) 

L 

,. 
-- ' 

, , 1 I l I •I--~ 

~ MF 6HX ~ CDlP Unit:mm 
Code Size p L I Nrl F dl a Flute dO Stock 

SC8122 15 MF8* 1 I 63 22 6 4.9 7 
SC812216 MF IO*I I 70 24 7 5.5 9 
SC8122 17 MFIO* 1.25 1.25 70 24 7 5.5 8.8 
SC812218 MF12*1 I 75 22 9 7 11 
SC8122 19 MFI2* 1.25 1.25 75 28 9 7 10.8 
SC812220 MF 12*1.5 1.5 75 28 9 7 10.5 
SC812221 MF 14*1 I 80 22 

6P 2P 
11 9 

4 
13 

SC812222 MFI 4*1.5 1.5 80 30 11 9 12.5 
■ 

SC812223 MF 16*1 I 80 22 12 9 15 
SC812224 MF 16*1.5 1.5 80 32 12 9 14.5 
SC812225 MF18*1 I 95 22 14 11 17 
SC812226 MF I8*1.5 1.5 95 37 14 11 16.5 
SC812227 MF20*1 I 95 22 16 12 19 
SC812228 MF20*1.5 1.5 95 37 16 12 18.5 
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ing
D-C 

Thread Master· 

DIN Super PM Straight Flute Machine Taps (HRC52) 

Typel 

Type2 
le P .;I 

w. r - , M sHX ~ 

ma><.Uxt> 

11 
Code Size 

SC812001 M3 
SC812002 M4 
SC812003 MS 
SC812004 M6 
SC812005 MS 
SC812006 Ml0 
SC812007 Ml2 
SC812008 Ml4 
SC812009 Ml6 
SC812010 Ml8 
SC812011 M20 

RH 
? 

p 

0.5 
0.7 
0.8 
1 

1.25 
1.5 

1.75 
2 
2 

2.5 
2.5 

T 
6HX 
6HX 
6HX 
6HX 
6HX 
6HX 
6HX 
6HX 
6HX 
6HX 
6HX 

material ml surtacetreatmenl ml • 
L I le dl a 
46 11 3.5 2.7 
52 13 4.5 3.4 
60 16 6 4.9 
62 19 6 4.9 
70 22 6 4.9 
75 24 2.5P 7 5.5 
82 29 9 7 
88 30 11 9 
95 32 12 9 
100 37 14 11 
105 37 16 12 

JIS Super PM Straight Flute Machine Taps(HRC52) 

nmc.1.SxD 

11 
Code Size 

SC813001 M3 
SC813002 M4 
SC813003 MS 
SC813004 M6 
SC813005 M8 
SC813006 MIO 
SC813007 Ml2 
SC813008 Ml4 
SC813009 Ml6 
SC813010 Ml8 
SC81301 l M20 

---- • . -,'1'1 

RH 
? 

p 

0.5 
0.7 
0.8 
1 

1.25 
1.5 
1.75 

2 
2 

2.5 
2.5 

• ' ' . 

malerial ll 

T L I 
6HX 46 11 
6HX 52 13 
6HX 60 16 
6HX 62 19 
6HX 70 22 
6HX 75 24 
6HX 82 29 
6HX 88 30 
6HX 95 32 
6HX 100 37 
6HX 105 37 

Typel 

Type2 

surtacelreatmenl II ■ 
le dl a 

4 3.2 
5 4 

5.5 4.5 
6 4.5 

6.2 5 
2.5P 7 5.5 

8.5 6.5 
10.5 8 
12.5 10 
14 11 
15 12 

Unit·mm 

Flute dO Stock 
2.5 

4 
3.3 
4.2 
5 

6.8 
8.5 ■ 

10.3 
5 12 

14 
15.5 
17.5 

Flute dO Stock 
2.5 

4 
3.3 
4.2 
5 

6.8 
8.5 ■ 

10.3 
5 12 

14 
15.5 
17.5 
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ing
D-C 

Thread Master· 
Total Tooling Solution UNICO 

:::'. DIN 371 Spirnl Point Machine Taps with ninforced shank(UNC/UNF) 
DIN37 1~ 3/8 

lei .; 

Typel 1-~Jt-JI ~ 
Typ•' ti r ; b,-$ . 

UNC UNF 28 I .... RH 
malerial lm 

Ti ,111 11 I.SI -~ surlace ~eatrnent ~ Unit: nun 
Code Size p T L I 11 le dl 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 3.4 3.40 
SC622006 No8-36UNF 0.706 2B 63 13 21 4.5 3.4 3.50 
SC622007 No l0-24UNC 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 No l 2-24UNC 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 
SC62201 l ¼-20UNC 1.27 2B 80 19 29 7 5.5 5. 10 
SC6220 12 ¼-28UNF 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 
SC6220 14 5/16-24UNF 1.058 2B 90 22 37 8 6.2 6.90 
SC6220 15 3/8-1 6UNC 1.588 2B 100 24 41 10 8 8.00 
SC6220 16 3/8-24UNF 1.058 2B 100 24 41 10 8 8.50 

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

DIN376~ 7/1 6 

Type3 

lllaX.lliD 

J UNF 28 I ... RIH 

ma tena1II TiN 111 111 f"' .., 1 UNC w - .:> su~ace lrea1menl ~ _ Unit: mm 
Code Size p T L I le dl a Flute dO Stock 

SC62210 1 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 ½-13UNC 1.954 2B 110 28 9 7 10.80 
SC622104 ½-20UNF 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 1.411 2B 110 30 11 9 12.90 
SC622107 5/8-l lUNC 2.309 2B 110 32 

5P 
12 9 13.60 

5/8-18UNF 
■ 

SC622108 1.411 2B 110 32 12 9 14.50 
SC622109 ¾-l0UNC 2.54 2B 125 37 14 11 16.5 
SC6221 10 ¾-16UNF 1.588 2B 125 37 14 11 17.5 
SC6221 11 7/8-9UNC 2.822 2B 140 38 18 14.5 

4 
19.5 

SC6221 12 7/8-14UNF 1.814 2B 140 38 18 14.5 20.5 
SC6221 13 l "-8UNC 3. 175 2B 160 45 20 16 22.3 
SC6221 14 l "-12UNF 2. 11 7 2B 160 45 20 16 23.3 



ing

24

E

E
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ing
D-C 

Thread Master· 
Total Tooling Solution UNICO 

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

rt= DIN37 1 : 318 

Type 1 ~;rr~i, ~ 
~ _, ...... , ..... - .;,,- ;.: ' ~ Type2 ~lei ===1~___.F~i-~--,....f --1-, ~ 

m ax.2..51dl 

UNC UNF 2B 
.. , ... I 1111 RH 

m.irer1a1ll Ti Ill■ II-IS' (fl.',# ? ~r1~uei1rne111 

Code Size p T L I 11 le dl a Flute dO 

SC52200 1 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 3.4 3.40 
SC522006 No8-36UNF 0.706 2B 63 7 21 4.5 3.4 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 

2.5P 
6 4.9 

3 
4.10 

SC522009 No l2-24UNC 1.058 2B 80 10 24 6 4.9 4.50 
SC522010 Nol2-28UNF 0.907 2B 80 10 24 6 4.9 4.60 
SC5220l l ¼-20UNC 1.27 2B 80 12 29 7 5.5 5.10 
SC522012 ¼-28UNF 0.907 2B 80 12 29 7 5.5 5.50 
SC5220l3 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 

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

M UNC UNF 28 
.. , ... mo,X.l.!idl ~m 

R4~ ....., 

Code Size p 

SC52210 l 7/ l6- l4UNC 1.814 
SC522102 7/l6-20UNF 1.27 
SC522103 ½-13UNC 1.954 
SC522104 ½-20UNF 1.27 
SC522105 9/ l6-l2UNC 2. 11 7 
SC522106 9/l6- l 8UNF 1.411 
SC522107 5/8-1 lUNC 2.309 
SC522108 5/8-18UNF 1.411 
SC522109 ¾-lOUNC 2.54 
SC5221 10 ¾-16UNF 1.588 
SC522l l l 7/8-9UNC 2.822 
SC5221 12 7/8-14UNF 1.814 
SC5221 13 l "-8UNC 3. 175 
SC5221 14 l "-12UNF 2.117 

RH 
-;> 

T 
2B 
2B 
2B 
2B 
2B 
2B 
2B 
2B 
2B 
2B 
2B 
2B 
2B 
2B 

DIIN376 ~ 711 6 

It ID ~l 

material II ltN -■ sunace llealmen1 llilil 
L I le dl a Flute dO 

100 18 8 6.2 9.40 
100 18 8 6.2 9.90 
11 0 19 9 7 10.80 
11 0 19 9 7 

3 
11 .50 

110 21 l l 9 12.20 
11 0 21 11 9 12.90 
11 0 23 

2.5P 
12 9 13.60 

11 0 23 12 9 14.50 
125 25 14 11 16.5 
125 25 14 11 17.5 
140 28 18 14.5 

4 
19.5 

140 28 18 14.5 20.5 
160 31 20 16 22.3 
160 31 20 16 23.3 

.. 
r 

Unit.: m m 

Stock 

■ 

Unit.mm 

Stock 

■ 
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ing
D-C 

Thread Master· 

DIN2174 Forming Th1·ead Machine Taps 

Typel 

Type2 

Type3 

malerlal ' &.irfaa treatmerit Tl N Unit mm 

Code Size p T L I Blind Through dl a dO Stock 

SC7 1200 1 M2 0.4 45 8 2.8 2.1 1.85 

SC7 12002 M2.5 0.45 50 9 2.8 2.1 2.33 

SC7 12003 M3 0.5 56 10 3.5 2.7 2.8 

SC7 12004 M4 0.7 63 12 4.5 3.4 3.7 

SC7 12005 MS 0.8 70 14 6 4.9 4.65 

SC7 12006 M6 1 80 16 6 4.9 5.55 

SC7 12007 MS 1.25 90 17 8 6.2 7.45 

SC7 12008 M8*1 1 90 17 8 6.2 7.55 

SC712009 MIO 1.5 100 20 10 8 9.35 

SC7 120 10 Ml0*l 1 6HX 100 20 2P 4P 10 8 9.55 ■ 

SC7 1201 1 M l 0*l.25 1.25 100 20 10 8 9.45 

SC7 120 12 M12 1.75 110 24 9 7 11.2 

SC7 120 13 MI2*1 1 110 24 9 7 11.55 

SC7 120 14 M l 2* 1.25 1.25 110 24 9 7 11.45 

SC7 120 15 M 12* 1.5 1.5 110 24 9 7 11.35 

SC712016 Ml4 2 110 26 11 9 13 .1 

SC7 120 19 M 14* 1.5 1.5 110 26 II 9 13.35 

SC7 12020 Ml6 2 110 26 12 9 15.1 

SC7 12022 M l6* 1.5 1.5 11 0 26 12 9 15.35 
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High perfoonance ~rix materi~ls, optimized artting structure, 
,.-id .suifablesurfatetreatntent provide.You 
with an effid~ durable, and reliable tapping experience 

• Custom Thread Tolerance Zones(4H., 6G, 7G,. 6H+l11 et) 

• Custom taps with colored ring 
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ing

DIN 371 Spiral Point Machine Taps with reinforced shank 

max.hi> 

• .l J.. ' M MF 6H I ,... r - , ? 8.!P materiel . surf.wi trea•ment 
RH 

Code Size p T L I 11 le 

SA612001 M2 0.4 6H 45 8 13 
SA612002 M2.5 0.45 6H 50 9 15 
SA612003 M3 0.5 6H 56 11 18 
SA612004 M4 0.7 6H 63 13 21 
SA612005 MS 0.8 6H 70 16 25 
SA612006 M6 1 6H 80 19 30 SP 
SA612007 MS 1.25 6H 90 22 35 
SA612008 MS* l 1 6H 90 22 35 
SA612009 MIO 1.5 6H 100 24 39 
SA612010 MlO* l 1 6H 90 16 39 
SA612011 MlO*l.25 1.25 6H 100 24 39 

DIN376 Spiral Point Machine Taps with reduced shank 

---.1 111111111111111u, 

1l "'" - , M 6H I illlllll RH 
m!ll-erlal ll B:il> ? ~~rf~,;e trei,lm~n1 

Code Size p T L I le 
SA6 12101 M4 0.7 6H 63 13 
SA6 12102 MS 0.8 6H 70 16 
SA6 12103 M6 I 6H 80 19 
SA6 12104 MS 1.25 6H 90 22 
SA6 12105 MIO 1.5 6H 100 24 
SA6 12106 Ml2 1.75 6H 110 28 
SA6 12107 Ml4 2 6H 110 30 
SA6 12108 Ml6 2 6H 110 32 

SP 
SA612109 MIS 2.5 6H 125 37 
SA6 121 IO M20 2.5 6H 140 37 
SA6 1211 l M22 2.5 6H 140 38 
SA6 12112 M24 3 6H 160 45 
SA6 121 13 M27 3 6H 160 45 
SA6 121 14 M30 3.5 6H 180 48 
SA6 121 15 M33 3.5 6H 180 51 
SA6 121 16 M36 4 6H 200 57 

D-C 
Thread Master· 

Typel 

Type 2 

TiN 

ell 

2.8 
2.8 
3.5 
4.5 
6 
6 
8 
8 

10 
10 
10 

Type3 

r53 
I 

II 

' Ill ■ 
a 

2. 1 
2. 1 
2.7 
3.4 
4.9 
4.9 
6.2 
6.2 
8 
8 
8 

Flute 

3 

L 

... .,, 

T,iH me • ell a Flute 
2.8 2.1 
3.5 2.7 
4.5 3.4 
6 4.9 

3 
7 5.5 
9 7 
11 9 
12 9 
14 11 
16 12 
18 14.5 
18 14.5 

4 
20 16 
22 18 
25 20 
28 22 

Unit: mm 

cIO Stock 
1.6 
2.1 
2.5 
3.3 
4.2 
5 ■ 

6.8 
7 

8.5 
9 

8.8 

Uni l: mm 
dO Stock 
3.3 
4.2 
5.0 
6.8 
8.5 
10.3 
12.0 
14.0 
15.5 

■ 

17.5 
19.5 
21.0 
24 

26.5 
29.5 
32 
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ing
D-C 

Thread Master· 
Total Tooling Solution UNICO 

DIN374 Spiral Point Machine Taps with reduced shank 

Type 3 fEj31--1 --l lij ~ 
~ I ~ V 

max.J>D 

MF SH I -:: ,~ l!n 
ma1eria1U TiN 111 111 Unit:mm 

Code Size p T L I k dl a Flute dO Stock 
SA612121 MF4*0.5 0.5 6H 63 10 2.8 2-1 3.5 
SA612122 MF5*0.5 0.5 6H 70 11 3.5 2-7 4.5 
SA612123 MF6*0.5 0.5 6H 80 13 4.5 3.4 5.5 
SA612124 MF6*0.75 0.75 6H 80 13 4.5 3.4 5.3 
SA612125 MF8*0.75 0.75 6H 80 14 6 4.9 7.3 
SA612126 MF8* 1 1 6H 90 22 6 4.9 7.0 
SA612127 MFl0*0.75 0.75 6H 90 16 7 5.5 9.3 
SA612128 MF10*1 1 6H 90 16 7 5.5 9.0 
SA612129 MFlO*l.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*L5 1.5 6H 100 30 11 9 12.5 
SA612136 MF16*1 1 6H 100 20 12 9 15.0 
SA612137 MF16*L5 1.5 6H 100 32 12 9 14.5 
SA612138 MF18*1 1 6H 110 25 14 11 17.0 
SA612139 MF18*L5 1.5 6H llO 25 14 11 16.5 
SA612140 MF20* 1 1 6H 125 25 16 12 19.0 
SA612141 MF20*L5 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*L5 1.5 6H 125 25 18 14.5 20.5 
SA612145 MF22*2 2 6H 140 38 18 14.5 20.0 
SA612146 MF24*1 1 6H 140 28 18 14.5 23.0 
SA612147 MF24*L5 1.5 6H 140 28 18 14.5 22.5 
SA612148 MF24*2 2 6H 140 45 18 14.5 22.0 
SA612149 MF27*1 1 6H 140 28 20 16 

4 
26 

SA612150 MF27*L5 1.5 6H 140 28 20 16 25.5 
SA612151 MF27*2 2 6H 140 45 20 16 25 
SA612152 MF30*1 1 6H 150 28 22 18 29 
SA612153 MF30*L5 1.5 6H 150 28 22 18 28.5 
SA612154 MF30*2 2 6H 150 28 22 18 28 
SA612155 MF30*3 3 6H 180 48 22 18 27 
SA612156 MF33*L5 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*L5 1.5 6H 170 30 28 22 34.5 
SA612160 MF36*2 2 6H 170 30 28 22 34 
SA612161 MF36*3 3 6H 200 57 28 22 33 
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ing
D-C 

Thread Master· 

DIN 371 R45°Spiral Flute Machine Taps with reinforced shank 

j l.._•, M MF 6H 
Code Size p 

SA5 1200 1 M2 0.4 
SA5 12002 M2.5 0.45 
SA5 12003 M3 0.5 
SA5 12004 M4 0.7 
SA5 12005 M5 0.8 
SA5 12006 M6 1 
SA512007 MS 1.25 
SA5 12008 MF8* 1 1 
SA5 12009 M lO 1.5 
SA5 12010 MFl0*l 1 
SA5 1201 l MF l 0*l.25 1.25 

RH 
? 

T 
6H 
6H 
6H 
6H 
6H 
6H 
6H 
6H 
6H 
6H 
6H 

lffll 
material Im 

L I 
45 6 
50 6 
56 6 
63 8 
70 9 
80 11 
90 14 
90 14 
100 16 
90 16 
100 16 

11 
13 
15 
18 
2 1 
25 
30 
35 
35 
39 
39 
39 

k OIN371 ~ 10 

Type• wr-,~ 

Type2 j 1 

1_ 11 

, 1 

T'N 11-surlac.e lr~a ITT'ffil I - Unit:mm 
le ell a Flute clO Stock 

2.8 2.1 1.6 
2.8 2.1 2.1 
3.5 2.7 2.5 
4.5 3.4 3.3 
6 4.9 4.2 

2.5P 6 4.9 3 5 ■ 

8 6.2 6.8 
8 6.2 7 
10 8 8.5 
10 8 9 
10 8 8.8 

DIN376 R45°Spiral Flute Machine Taps with reduced shank 

Code Size 
SA5 12101 M4 
SA5 12102 MS 
SA5 12103 M6 
SA5 12104 M8 
SA5 12105 Ml0 
SA5 12106 Ml2 
SA5 12107 Ml4 
SA5 12108 Ml6 
SA5 12109 Ml8 
SA5 12110 M20 
SA5 1211 1 M22 
SA5 12112 M24 
SA512 1 l3 M27 
SA5 12114 M30 
SA5 12115 M33 
SAS 12116 M36 

RH 
? 

p 

0.7 
0.8 
l 

1.25 
1.5 

1.75 
2 
2 

2.5 
2.5 
2.5 
3 
3 

3.5 
3.5 
4 

ma1erial 

T L I 
6H 63 8 
6H 70 9 
6H 80 11 
6H 90 14 
6H 100 16 
6H 110 18 
6H 11 0 20 
6H 110 20 
6H 125 25 
6H 140 25 
6H 140 25 
6H 160 30 
6H 160 30 
6H 180 35 
6H 180 35 
6H 200 40 

~ Type3 ~ I 

surf~lreatmel11 TiN • Unit mm 

le dl a Flute dO Stock 
2.8 2.1 3.3 
3.5 2.7 4.2 
4.5 3.4 5.0 
6 4.9 

3 
6.8 

7 5.5 8.5 
9 7 10.3 
11 9 12.0 

2.SP 
12 9 14.0 

■ 
14 11 15.5 
16 12 17.5 
18 14.5 19.5 
18 14.5 

4 
21.0 

20 16 24 
22 18 26.5 
25 20 29.5 
28 22 32 
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ing
D-C 

Thread Master· 
Total Tooling Solution UNICO 

DIN374 R45°Spiral Flute Machine Taps with reduced shank 

maX.l Sllll 

MF SH ~":,' I -:,. JI!> mm 
ma1eria1U TiN • • 

iilliaw lrealm1mt - Unit:mrn 

Code Size p T L I le dl a Flute dO Stock 
SA5l2121 1vlF4*0-5 0.5 6H 63 8 2.8 2.1 3_5 
SA512122 1vlF5 *0.5 0.5 6H 70 9 3_5 2.7 4_5 
SA512123 1vlF6*0.5 0.5 6H 80 11 4_5 3.4 5.5 
SA512124 lvlF6*0.75 0.75 6H 80 11 4_5 3.4 5.3 
SA512125 lvlF8*0.75 0.75 6H 80 14 6 4.9 7.3 
SA512126 l\1F8*1 1 6H 90 14 6 4.9 7.0 
SA5l2127 :MF l 0*0.75 0.75 6H 90 16 7 5 .. 5 9.3 
SA5l2128 :tvlFl 0*l 1 6H 90 16 7 5.5 9.0 
SA512129 :MF l 0* l.25 1.25 6H 100 16 7 5_5 3 8.8 
SA512130 1vlF12*1 1.5 6H 100 18 9 7 11.0 
SA51213 1 :MF 12* 1.25 1 6H 100 18 9 7 10.8 
SA512132 lvlFl2*L5 L25 6H 100 18 9 7 10.5 
SA512133 1v!F14*1 1.5 6H 100 20 11 9 13.0 
SA512134 :MF 14* 1.25 1 6H 100 20 11 9 12.8 
SA512135 lvlF14*L5 1.5 6H 100 20 11 9 12.5 
SA512136 1v!F16* 1 1 6H 100 20 12 9 15.0 
SA512137 lvlF16*L5 1.5 6H 100 20 12 9 14.5 
SA5l2138 1v!F18*1 1 6H 110 25 14 11 17.0 
SA5l2139 lvlF18* L5 1.5 6H 110 25 14 11 16.5 
SA5l2140 1v!F20*1 1 6H 125 25 16 12 19.0 
SA5l2141 lvlF20*L5 1.5 6H 125 25 2.5P 16 12 18.5 ■ 

SA5l2142 1v!F20*2 2 6H 140 25 16 12 18.0 
SA5l2143 1v!F22*1 1 6H 125 25 16 14.5 21.0 
SA5l2144 lvlF22* 1_5 1.5 6H 125 25 18 14.5 20.5 
SA5l2145 1v!F22*2 2 6H 140 25 18 14.5 20.0 
SA512146 1v!F24*1 1 6H 140 25 18 14.5 23.0 
SA512147 lvlF24*L5 1.5 6H 140 25 18 14.5 22.5 
SA512148 1v!F24*2 2 6H 140 25 18 14.5 22.0 
SA512149 1v!F27*1 1 6H 140 28 20 16 

4 
26 

SA512150 lv1F27* L5 1.5 6H 140 28 20 16 25.5 
SA51215 1 1v!F27*2 2 6H 140 28 20 16 25 
SA5l2152 1v!F30*1 1 6H 150 28 22 18 29 
SA5l2153 lvlF30*L5 1.5 6H 150 28 22 18 28.5 
SA5l2154 1v!F30*2 2 6H 150 28 22 18 28 
SA5l2155 1v!F30*3 3 6H 180 35 22 18 27 
SA5l2156 lvlF33*L5 1.5 6H 160 28 25 20 31.5 
SA5l21 57 1v!F33*2 2 6H 160 28 25 20 31 
SA5l2158 1v!F33*3 3 6H 180 35 25 20 30 
SA5l2159 lvlF36*L5 1.5 6H 170 30 28 22 34_5 
SA5l2160 1v!F36*2 2 6H 170 30 28 22 34 
SA5l2161 1v!F36*3 3 6H 200 40 28 22 33 
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ing
D-C 

Thread Master· 

DIN 371 R35°Spiral Flute Machine Taps with reinforced shank 

Type l 

Type 2: 

j l.._•, M MF 6H 'R,H lffll 
n'lll1erial m surta.:e Irea1m«1t TiN Ill■ Unit:mm 

Code Size p T L I 11 le dl a Flute dO Stock 

SA51230 1 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 l 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 l 6H 90 14 35 8 6.2 7 
SA512309 M IO 1.5 6H 100 16 39 10 8 8.5 
SA512310 MFlO*l l 6H 90 16 39 10 8 9 
SA5123 11 MFlO* l.25 1.25 6H 100 16 39 10 8 8.8 

DIN376 R35°Spiral Flute Machine Taps with reduced shank 

malerlalll s.,rtace 1re.11menl T i N III■ Unit mm 

Code Size p T L I le dl a Flute dO Stock 
SA5 12401 M4 0.7 6H 63 8 2.8 2. 1 3.3 
SA5 12402 M5 0.8 6H 70 9 3.5 2.7 4.2 
SA512403 M6 1 6H 80 11 4.5 3.4 5.0 
SA5 12404 M8 1.25 6H 90 14 6 4.9 

3 
6.8 

SA5 12405 M IO 1.5 6H 100 16 7 5.5 8.5 
SA512406 Ml2 1.75 6H 110 18 9 7 10.3 
SA5 12407 Ml4 2 6H 110 20 11 9 12.0 
SA5 12408 Ml 6 2 6H 110 20 

2.5P 
12 9 14.0 

SA5 12409 Ml 8 2.5 6H 125 25 114 11 15.5 
■ 

SA512410 M20 2.5 6H 140 25 16 12 17.5 
SA5 124 11 M22 2.5 6H 140 25 18 14.5 19.5 
SA5 124 12 M24 3 6H 160 30 18 14.5 

4 
21.0 

SA5 124 13 M27 3 6H 160 30 20 16 24 
SA5 124 14 M30 3.5 6H 180 35 22 18 26.5 
SA5 124 15 M33 3.5 6H 180 35 25 20 29.5 
SA5 124 16 M36 4 6H 200 40 28 22 32 
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ing
D-C 

Thread Master· 
Total Tooling Solution UNICO 

DIN374 R35°Spiral Flute Machine Taps with reduced shank 

1 ype 3 

maK.2.s:111 

MF 6H ~~':' I "!.. J!> mn 
maleria1 U su-lace lrealrnen! 

TiN 1111 Unit:mm 

Code Size p T L I le di a Flute dO Stock 
SA5 12421 1v.lF4*0_5 0_5 6H 63 8 2-8 2-1 3_5 
SA5 12422 1v.lF5*0_5 0_5 6H 70 9 3_5 2-7 4_5 
SA5 12423 1v.lF6*0_5 0_5 6H 80 11 4_5 3-4 5_5 
SA5 12424 MF6+0_75 0_75 6H 80 11 4_5 3-4 5_3 
SA5 12425 MFs+o_75 0_75 6H 80 14 6 4_9 7-3 
SA5 12426 1v.lF8* 1 1 6H 90 14 6 4_9 7_0 
SA5 12427 JvlF10*0_75 0_75 6H 90 16 7 5_5 9_3 
SA5 12428 1v.lF10* 1 1 6H 90 16 7 5_5 9_0 
SA5 12429 fvlFlO*L25 1-25 6H 100 16 7 5-5 3 8_8 
SA5 12430 N1F12* 1 L5 6H 100 18 9 7 11-0 
SA5 1243 1 JvlFl2*L25 l 6H 100 18 9 7 10_8 

SA5 12432 MF12*L5 1-25 6H 100 18 9 7 10_5 

SA5 12433 1v.lF14* 1 L5 6H 100 20 11 9 13_0 
SA5 12434 JvlF14* L25 1 6H 100 20 11 9 12_8 
SA5 12435 MF14*L5 L5 6H 100 20 11 9 12_5 
SA5 12436 1v.lF16* 1 1 6H 100 20 12 9 15_0 
SA5 12437 MF16*L5 L5 6H 100 20 12 9 14_5 
SA5 12438 N1F18* 1 1 6H 110 25 14 11 17_0 

SA5 12439 MF18*L5 L5 6H 110 25 14 11 16_5 
SA5 12440 1v.lF20* 1 1 6H 125 25 16 12 19_0 
SA5 12441 MF20*L5 L5 6H 125 25 2_5P 16 12 18_5 ■ 

SA5 12442 1v.lF20*2 2 6H 140 25 16 12 18_0 
SA5 12443 1v.lF22* 1 1 6H 125 25 16 14_5 21-0 
SA5 12444 MF22*L5 L5 6H 125 25 18 14_5 20_5 
SA5 12445 1v.lF22*2 2 6H 140 25 18 14_5 20_0 
SA5 12446 1v.lF24* 1 1 6H 140 25 18 14_5 23_0 
SA5 12447 MF24*L5 L5 6H 140 25 18 14_5 22_5 
SA5 12448 1v.lF24*2 2 6H 140 25 18 14_5 22_0 
SA5 12449 1v.lF27* 1 1 6H 140 28 20 16 

4 
26 

SA5 12450 MF27*L5 L5 6H 140 28 20 16 25_5 
SA5 1245 1 N1F27*2 2 6H 140 28 20 16 25 
SA5 12452 1v.lF30* 1 1 6H 150 28 22 18 29 
SA5 12453 MF30*L5 L5 6H 150 28 22 18 28_5 
SA5 12454 N1F30*2 2 6H 150 28 22 18 28 
SA5 12455 N1F30*3 3 6H 180 35 22 18 27 
SA5 12456 MF33*L5 L5 6H 160 28 25 20 31-5 
SA5 12457 1v.lF33*2 2 6H 160 28 25 20 31 
SA5 12458 1v.lF33*3 3 6H 180 35 25 20 30 
SA5 12459 MF36*L5 L5 6H 170 30 28 22 34_5 
SA5 12460 1v.lF36*2 2 6H 170 30 28 22 34 
SA5 12461 N1F36*3 3 6H 200 40 28 22 33 
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ing
D-C 

Thread Master· 

DIN 371 R15°Spiral Flute Machine Taps with reinforced shank 

1, DIN371 ~ 10 

Typel w-Fl-le ~ 
I L ! 

ti 
i - i M MF 6H 

'R,H l!n 
n'lll1erial m 

TiN 1!11'91 ll!II 
surface traatmtilt B llili Unit mm 

Code Size p T L I 11 le dl a Flute dO Stock 

SA5 12501 M2 0.4 6H 45 6 13 2.8 2.1 1.6 
SA5 12502 M2.5 0.45 6H 50 6 15 2.8 2.1 2.1 
SA5 12503 M3 0.5 6H 56 6 18 3.5 2.7 2.5 
SA5 12504 M4 0.7 6H 63 8 21 4.5 3.4 3.3 
SA5 12505 MS 0.8 6H 70 9 25 6 4.9 4.2 
SA5 12506 M6 1 6H 80 11 30 2.5P 6 4.9 3 5 ■ 

SA5 12507 M8 1.25 6H 90 14 35 8 6.2 6.8 
SA5 12508 MF8*1 1 6H 90 14 35 8 6.2 7 
SA5 12509 MIO 1.5 6H 100 16 39 10 8 8.5 
SA5 12510 MF10*1 1 6H 90 16 39 10 8 9 
SA5 125 1 l MFIO*l.25 1.25 6H 100 16 39 10 8 8.8 

DIN376 R15°Spiral Flute Machine Taps with reduced shank 

... r- , M 6H 
Code Size 

SA5 12601 M4 
SA5 12602 MS 
SA5 12603 M6 
SA5 12604 M8 
SA5 12605 MIO 
SA5 12606 Ml2 
SA5 12607 Ml4 
SA5 12608 Ml6 
SA5 12609 Ml8 
SA5 12610 M20 
SAS 12611 M22 
SA5 12612 M24 
SA5 12613 M27 
SA5 12614 M30 
SA5 12615 M33 
SA5 12616 M36 

RH 
? 

p 

0.7 
0.8 
l 

1.25 
1.5 
1.75 

2 
2 

2.5 
2.5 
2.5 
3 
3 

3.5 
3.5 
4 

malenalll 

T L I 
6H 63 8 
6H 70 9 
6H 80 11 
6H 90 14 
6H 100 16 
6H 110 18 
6H 110 20 
6H 110 20 
6H 125 25 
6H 140 25 
6H 140 25 
6H 160 30 
6H 160 30 
6H 180 35 
6H 180 35 
6H 200 40 

TlN • 111-surt;.utrea1rne111 11ii1 Unit mm 

le dl a Flute dO Stock 

2.8 2. 1 3.3 
3.5 2.7 4.2 
4.5 3.4 5.0 
6 4.9 

3 
6.8 

7 5.5 8.5 
9 7 10.3 
11 9 12.0 

2.SP 
12 9 14.0 
14 11 15.5 

■ 

16 12 17.5 
18 14.5 19.5 
18 14.5 

4 
21.0 

20 16 24 
22 18 26.5 
25 20 29.5 
28 22 32 
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ing
D-C 

Thread Master· 
Total Tooling Solution UNICO 

DIN374 R15°Spiral Flute Machine Taps with reduced shank 

Type3 

-.:::!I - 1111 111111 1 11~ 

- ~ 

INXlkD 

MF 6H "i1;':" I "!.. J!> mn 
maleria1 U ii11rlacelrea11111111t TI ■ 11111 Unit:mm 

Code Size p T L I le dl a Flute dO Stock 

SA5 12621 :MF4*0.5 0.5 6H 63 8 2.8 2.1 3.5 
SA5 12622 l\1F5*0.5 0.5 6H 70 9 3.5 2.7 4.5 
SA5 12623 l\1F6*0.5 0.5 6H 80 11 4.5 3.4 5.5 
SA5 12624 MF6*0.75 0.75 6H 80 11 4.5 3.4 5.3 
SA5 12625 MF8*0.75 0.75 6H 80 14 6 4.9 7.3 
SA5 12626 :tvlFS* l 1 6H 90 14 6 4.9 7.0 
SA5 12627 MFl0*0.75 0.75 6H 90 16 7 5.5 9.3 
SA5 12628 :MF10*1 1 6H 90 16 7 5.5 9.0 
SA5 12629 MFlO*l.25 1.25 6H 100 16 7 5.5 3 8.8 
SA5 12630 :MF12*1 1.5 6H 100 18 9 7 11.0 
SA5 1263 1 MF 12*1.25 1 6H 100 18 9 7 10.8 
SA5 12632 MF12*l.5 1.25 6H 100 18 9 7 10.5 
SA5 12633 :MF14*1 1.5 6H 100 20 11 9 13.0 
SA5 12634 MF14*1.25 1 6H 100 20 11 9 12.8 
SA5 12635 MF14*1.5 1.5 6H 100 20 11 9 12.5 
SA5 12636 :MF16*1 1 6H 100 20 12 9 15.0 
SA5 12637 MF16*1.5 1.5 6H 100 20 12 9 14.5 
SA5 12638 :MF18*1 1 6H 110 25 14 11 17.0 
SA5 12639 MF l &*l.5 1.5 6H 110 25 14 11 16.5 
SA5 12640 :MF20*1 1 6H 125 25 16 12 19.0 
SA5 12641 MF20*1.5 1.5 6H 125 25 2.5P 16 12 18.5 ■ 

SA5 12642 :MF20*2 2 6H 140 25 16 12 18.0 
SA5 12643 :MF22*1 1 6H 125 25 16 M.5 21.0 
SA5 12644 MF22*1.5 1.5 6H 125 25 18 14.5 20.5 
SA5 12645 :MF22*2 2 6H 140 25 18 14.5 20.0 
SA5 12646 :MF24*1 1 6H 140 25 18 14.5 23.0 
SA5 12647 MF24*1.5 1.5 6H 140 25 18 14.5 22.5 
SA5 12648 :MF24*2 2 6H 140 25 18 14.5 22.0 
SA5 12649 :MF27*1 1 6H 140 28 20 16 

4 
26 

SA5 12650 MF27*l.5 1.5 6H 140 28 20 16 25.5 
SA5 1265 1 :MF27*2 2 6H 140 28 20 16 25 
SA5 12652 :MF30*1 1 6H 150 28 22 18 29 
SA5 12653 MF30*1.5 1.5 6H 150 28 22 18 28.5 
SA5 12654 :MF30*2 2 6H 150 28 22 18 28 
SA5 12655 :MF30*3 3 6H 180 35 22 18 27 
SA5 12656 MF33*1.5 1.5 6H 160 28 25 20 31.5 
SA5 12657 :MF33*2 2 6H 160 28 25 20 31 
SA5 12658 :MF33*3 3 6H 180 35 25 20 30 
SA5 12659 MF36*1.5 1.5 6H 170 30 28 22 34.5 
SA5 12660 :MF36*2 2 6H 170 30 28 22 34 
SA5 12661 :MF36*3 3 6H 200 40 28 22 33 
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ing
D-C 

Thread Master· 

DIN 371 Straight Flute Machine Taps with reinforced shank 

M MF 6H I I ~~ ~ RH 
? 

Code Size p T 
SA81200 1 M2 0.4 6H 
SA812002 M2.5 0.45 6H 
SA812003 M3 0.5 6H 
SA812004 M4 0.7 6H 
SA812005 MS 0.8 6H 
SA812006 M6 l 6H 
SA812007 MS 1.25 6H 
SA812008 MF8* 1 l 6H 
SA812009 MIO 1.5 6H 
SA812010 MFIO* l l 6H 
SA81201 l MF l O* l.25 1.25 6H 

material II 
L I 11 
45 8 13 
50 9 15 
56 11 18 
63 13 21 
70 16 25 
80 19 30 
90 22 35 
90 22 35 
100 24 39 
90 16 39 
100 24 39 

DIN376 Straight Flute Machine Taps with reduced shank 

max.lxD 

M 6H I I ... .... RH II '1..'l' °""' 
......::> m:;, teri!II 

Code Size p T L I 
SA812101 M4 0.7 6H 63 13 
SA812102 MS 0.8 6H 70 16 
SA812103 M6 l 6H 80 19 
SA812104 MS 1.25 6H 90 22 
SA812105 MIO 1.5 6H 100 24 
SA812106 Ml2 1.75 6H 110 28 
SA812107 Ml4 2 6H 110 30 
SA812108 Ml6 2 6H 110 32 
SA812109 Ml8 2.5 6H 125 34 
SA8121 IO M20 2.5 6H 140 34 
SA8121 l l M22 2.5 6H 140 34 
SA8 12112 M24 3 6H 160 38 
SA8121 13 M27 3 6H 160 45 
SA81211 4 M30 3.5 6H 180 48 
SA8121 15 M33 3.5 6H 180 51 
SA81211 6 M36 4 6H 200 57 

le 

4P 

Typel 1=;:1:~11 ~ 
Type 2 1:;:-f j I ,;; FE ~ 

II _ 

surJare 1reatmenl TiN 111 11 Uni1· mm 
le dl a Flute dO Stock 

2.8 2.1 1.6 
2.8 2.1 2. 1 
3.5 2.7 2.5 
4.5 3.4 3.3 
6 4.9 4.2 

2.5P/4P 6 4.9 3 5 ■ 

8 6.2 6.8 
8 6.2 7 
10 8 8.5 
10 8 9 
10 8 8.8 

1ype3 fF~EE-k A -a B gv 

surt~ce tre~tmen1 TiN • • Unit mm 

dl a Flute dO Stock 
2.8 2.1 3.3 
3.5 2.7 4.2 
4.5 3.4 5.0 
6 4.9 

3 
6.8 

7 5.5 8.5 
9 7 10.3 
11 9 12.0 
12 9 14.0 
14 11 15.5 

■ 

16 12 17.5 
18 14.5 19.5 
18 14.5 

4 
21.0 

20 16 24 
22 18 26.5 
25 20 29.5 
28 22 32 
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ing
D-C 

Thread Master· 
Total Tooling Solution UNICO 

DIN374 Straight Flute Machine Taps with reduced shank 

Type3 fEJ=fF--+- f--g ~ 

maK.2J<O 

MF SH ' I ':u. ~ RH ffl 
material Im surface trea mool TiN • • Unit: mrn 

Code Size p T L I k dl a Flute dO Stock 
SA8 12121 :MF4*0.5 0.5 6H 63 10 2.8 2-1 3.5 
SA8 12122 :MF5*0.5 0.5 6H 70 11 3.5 2.7 4.5 
SA8 12123 :MF6*0.5 0.5 6H 80 13 4.5 3-4 5.5 
SA8 12124 MF6+0.75 0.75 6H 80 13 4.5 3-4 5.3 
SA8 12125 MF8+0.75 0.75 6H 80 14 6 4.9 7.3 
SA8 12126 Jv1F8* 1 1 6H 90 22 6 4.9 7.0 
SA8 12127 MFl0*0.75 0.75 6H 90 16 7 5.5 9.3 
SA8 12128 :MFJO*l 1 6H 90 16 7 5.5 9.0 
SA8 12129 MFlO*l.25 1.25 6H 100 24 7 5.5 3 8.8 
SA8 12130 :MF12*1 1.5 6H 100 18 9 7 11.0 
SA8 12131 MFU*l.25 1 6H 100 28 9 7 10.8 
SA8 12132 MF12* L5 1.25 6H 100 28 9 7 10.5 
SA8 12133 :MF14*1 1.5 6H 100 20 11 9 13.0 
SA8 12134 MF14*1.25 1 6H 100 30 11 9 12.8 
SA8 12135 MF14*L5 1.5 6H 100 30 11 9 12.5 
SA8 121 36 :MF16*1 1 6H 100 20 12 9 15.0 
SA8 12137 MF16*L5 1.5 6H 100 32 12 9 14.5 
SA8 12138 :MF18*1 1 6H 110 25 14 11 17.0 
SA8 12139 MF18*L5 1.5 6H 110 25 14 11 16.5 
SA8 12140 :MF20*1 1 6H 125 25 16 12 19.0 
SA8 12141 MF20*L5 1.5 6H 125 25 4P 16 12 18.5 ■ 

SA8 12142 :MF20*2 2 6H 140 37 16 12 18.0 
SA8 12143 :MF22*1 1 6H 125 25 16 14.5 21.0 
SA8 12144 MF22* 1.5 1.5 6H 125 25 18 14.5 20.5 
SA8 12145 :MF22*2 2 6H 140 38 18 14.5 20.0 
SA8 12146 :MF24*1 1 6H 140 28 18 14.5 23.0 
SA8 12147 MF24*L5 1.5 6H 140 28 18 14.5 22.5 
SA8 12148 :MF24*2 2 6H 140 45 18 14.5 22.0 
SA8 12149 :MF27* 1 1 6H 140 28 20 16 

4 
26 

SA8 12150 MF27*L5 1.5 6H 140 28 20 16 25.5 
SA8 12151 :MF27*2 2 6H 140 45 20 16 25 
SA8 12152 :MF30*1 1 6H 150 28 22 18 29 
SA8 12153 MF30*L5 1.5 6H 150 28 22 18 28.5 
SA8 12154 :MF30*2 2 6H 150 28 22 18 28 
SA8 12155 :MF30*3 3 6H 180 45 22 18 27 
SA8 12156 MF33*L5 1.5 6H 160 28 25 20 31.5 
SA8 12157 :MF33*2 2 6H 160 28 25 20 31 
SA8 12158 :MF33*3 3 6H 180 51 25 20 30 
SA8 12159 MF36*L5 1.5 6H 170 30 28 22 34.5 
SA8 12160 :MF36*2 2 6H 170 30 28 22 34 
SA8 12161 :MF36*3 3 6H 200 57 28 22 33 
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DIN371/376 Left Cutting Spiral Point Machine Taps 

Code 
SA612701 
SA612702 
SA612703 
SA612704 
SA612705 
SA612706 
SA612707 
SA612708 
SA612709 
SA6127 10 
SA6127 1 l 

..... 
Ml' 

Size 
M3LH 
M4LH 
M5 LH 
M6 LH 
M8LH 

Ml0LH 
Ml2LH 
Ml4LH 
Ml6LH 
Ml8LH 
M20LH 

LH 

p 

0.5 
0.7 
0.8 
1 

1.25 
1.5 

1.75 
2 
2 

2.5 
2.5 

mm 
material B 

T L I 
6H 56 11 
6H 63 13 
6H 70 16 
6H 80 19 
6H 90 22 
6H 100 24 
6H 110 28 
6H 110 30 
6H 110 32 
6H 125 37 
6H 140 37 

iype l 

'lype2 

TiN - -
sui:,Jace treatment - -

11 le dl a 
18 3.5 2.7 
21 4.5 3.4 
25 6 4.9 
30 6 4.9 
35 8 6.2 
39 5P 10 8 

9 7 
11 9 

I 12 9 

14 11 
16 12 

DIN371/376 Left Cutting L45° Spiral Flute M achine Tap 

m~~t> 

6H ';~ ... I ~ 
Code Size p 

SA512701 M3LH 0.5 
SA512702 M4LH 0.7 
SA512703 M5LH 0.8 
SA512704 M6LH l 
SA512705 M8LH 1.25 
SA512706 MI0LH 1.5 
SA512707 Ml2LH 1.75 
SA512708 Ml4LH 2 
SA512709 Ml6LH 2 
SA512710 M18LH 2.5 
SA5127 11 M20LH 2.5 

LH 
c;-

T 
6H 
6H 
6H 
6H 
6H 
6H 
6H 
6H 
6H 
6H 
6H 

. ... ~ 7 / ;F.: / ~ 
.__ ,_...., ,,,, I I, 

fflll 
ma1eria1 m 

TiN - -
si.Wface ~earmel"l1 IMill -

L I 11 le dl a 

56 6 18 3.5 2.7 
63 8 21 4.5 3.4 
70 9 25 6 4.9 
80 11 30 6 4.9 
90 14 35 8 6.2 
100 16 39 2.5P 10 8 
110 18 9 7 
110 20 11 9 
110 20 I 12 9 
125 25 14 11 
140 25 16 12 

D-C 
Thread Master· 

Cl I H ;; : E3 0 
' --... ~. 

"· ,-

Unil:mm 

Flute dO Stock 
2.5 
3.3 
4.2 
5 

3 6.8 
8.5 ■ 

10.3 
12 
14 

4 
15.5 
17.5 

= _ii __ _ 
L 

DIN3-TII 12 

Uni t mm 

Flute dO Stock 
2.5 
3.3 
4.2 
5 

3 6.8 
8.5 ■ 

10.3 
12 
14 

4 
15 .5 
17.5 
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ing
D-C 

Thread Master· 
Total Tooling Solution UNICO 

DIN371/376 Spiral Point Machine Taps with alternating teeth 

Typel ~I 
;; 

Type2 CE:! ]' : , © ~.., 
L 

( -........,11111~ - __.,, ,,,,:~ 

D ·dn .. ,2 

~ Ty
1
pe3 

rrui:•.l:ilO 

r--•-....•1 M 6H I .... 
815P 

RH 
malerial Iii TiN l!IIJII •• 

surlace1reatmen IMilll Unit mm 

Code Size p T L I 11 le dl a Flute dO Stock 
SA69200 1 M3AZ 0.5 6H 56 11 18 3.5 2.7 2.5 
SA692002 M4AZ 0.7 6H 63 13 21 4.5 3.4 3.3 
SA692003 M5AZ 0.8 6H 70 16 25 6 4.9 4.2 
SA692004 M6AZ 1 6H 80 19 30 6 4.9 5 
SA692005 M8AZ 1.25 6H 90 22 35 8 6.2 3 6.8 
SA692006 Ml0AZ 1.5 6H 100 24 39 5P 10 8 8.5 ■ 

SA692007 Ml2AZ 1.75 6H 110 28 9 7 10.3 
SA692008 M l4 AZ 2 6H 110 30 11 9 12 
SA692009 M l 6AZ 2 6H 11 0 32 I 12 9 14 
SA692010 Ml8AZ 2.5 6H 125 37 14 11 

4 
15.5 

SA69201 l M20AZ 2.5 6H 140 37 16 12 17.5 

DIN371/376 R15° Spiral Flute Machine Tap with alternating teeth 

ft= 
DIN371 -;, 10 ~j 

Ty,pel -,(F --IEfj ~ 

~ 
;; 

T~pe2 
r=~~i 1 Ct) 

~' 

D n~ 12 

Ty,pe 3 ~j c~-:-=i= § 

M 6H ma1erial ll sutlaoe 1rea1mem Tl N • Unit:mm 

Code Size p T L I 11 le ell a Flute dO Stock 

SA592001 M3AZ 0.5 6H 56 6 18 3.5 2.7 2.5 
SA592002 M4AZ 0.7 6H 63 8 21 4.5 3.4 3.3 
SA592003 M5AZ 0.8 6H 70 9 25 6 4.9 4.2 
SA592004 M6AZ I 6H 80 11 30 6 4.9 5 
SA592005 M8AZ 1.25 6H 90 14 35 8 6.2 3 6.8 
SA592006 Ml 0AZ 1.5 6H 100 16 39 2.5P 10 8 8.5 ■ 

SA592007 M l2AZ 1.75 6H 11 0 18 9 7 10.3 
SA592008 M l 4AZ 2 6H 11 0 20 11 9 12 
SA592009 M16AZ 2 6H 110 20 I 12 9 14 
SA5920 10 M l 8AZ 2.5 6H 125 25 14 11 

4 
15.5 

SA59200 M20AZ 2.5 6H 140 25 16 12 17.5 
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ing
D-C 

Thread Master· 

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

Typel 

Type2 

L ,.., ,., UNC UNF 28 
8.'51' ~~ ma1erial . 5ur1ace 1rea1men1 

TIN 
Unit:mm 

H 

Code Size p T L I 11 le dl a Flute 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 Nol0-24UNC 1.058 2B 70 16 24 6 4.9 3.90 
SA622008 No10-32UNF 0.794 2B 70 16 24 

5P 
6 4.9 

3 
4.10 

SA622009 Nol2-24UNC 1.058 2B 80 17 25 6 4.9 4.50 
■ 

SA622010 Nol2-28UNF 0.907 2B 80 17 25 6 4.9 4.60 
SA622011 l /4-20UNC 1.27 2B 80 19 29 7 5.5 5.10 
SA622012 J/4-28UNF 0.907 2B 80 19 29 7 5.5 5.50 
SA622013 5/16-1 8UNC 1.411 2B 90 22 37 8 6.2 6.60 
SA622014 5/16-24UNF 1.058 2B 90 22 37 8 6.2 6.90 
SA622015 3/8-16UNC 1.588 2B JOO 24 41 JO 8 8.00 
SA622016 3/8-24UNF 1.058 2B JOO 24 41 10 8 8.50 

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

-----. 11111111111111,• 

Type 3 ,rl"""w"l"'"r,~ t--j--,--t--L-+-~F:::::§.......... ~ 

UNC UNF 28 I .... FIii ii T1iN Ill■ IUI' ? ma1eria l surtace ~eatmi!flt Uni t mm 
Code Size p T L I 11 le dl 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 l/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-llUNC 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-I0UNC 2.54 2B 125 37 58 14 11 16.5 
SA622110 3/4-16UNF 1.588 2B 125 37 58 14 11 17.5 
SA62211 I 7/8-9UNC 2.822 2B 140 38 63 18 14.5 

4 
19.5 

SA622112 7/8-14UNF 1.814 2B 140 38 63 18 14.5 20.5 
SA622113 l"-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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ing
D-C 

Thread Master· 
Total Tooling Solution UNICO 

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

DHC THREAD MASTER 
1/2-13UNC 2BX HSSE-PM FORM-E 

;n; UNC UNF 2B 

Code Size p 

SA522001 No4-40UNC 0.635 
SA522002 No5-40UNC 0.635 
SA522003 No6-32UNC 0.794 
SA522004 No6-40UNF 0.635 
SA522005 No8-32UNC 0.794 
SA522006 No8-36UNF 0.706 
SA522007 No l 0-24UNC 1.058 
SA522008 Nol0-32UNF 0.794 
SA522009 No l 2-24UNC 1.058 
SA522010 No l 2-28UNF 0.907 
SA52201 l l/4-20UNC 1.27 
SA522012 1/4-28UNF 0.907 
SA522013 5/16-1 8UNC 1.411 
SA522014 5/16-24UNF 1.058 
SA522015 3/8-16UNC 1.588 
SA522016 3/8-24UNF 1.058 

T 
2B 
2B 
2B 
2B 
2B 
2B 
2B 
2B 
2B 
2B 
2B 
2B 
2B 
2B 
2B 
2B 

Typel 

Type 2 

l!ffl 
mater1a1 1:!l1 liN ~ -

wrtace rreatrnaru _ -
L I 11 le dl a 

56 6 18 3.5 2.7 
56 6 18 3.5 2.7 
56 7 20 4 3 
56 7 20 4 3 
63 7 21 4.5 3.4 
63 7 21 4.5 3.4 
70 10 24 6 4.9 
70 10 24 

2.5P 
6 4.9 

80 10 25 6 4.9 
80 10 25 6 4.9 
80 12 29 7 5.5 
80 12 29 7 5.5 
90 14 37 8 6.2 
90 14 37 8 6.2 
100 16 41 10 8 
100 16 41 10 8 

;::;DIN376/374 R45°Spiral Flute Machine Taps with reduced shank(UNC/UNF) 

DIN371 e::;; 3/8 
il 

Flute dO 
2.30 
2.60 
2.80 
2.90 
3.40 
3.50 
3.90 

3 
4.10 
4.50 
4.60 
5. 10 
5.50 
6.60 
6.90 
8.00 
8.50 

- DIN376,::7/ 16 

IJNC UNF 2B ffl 
malerial m 

Code Size p T L I 
SA522101 7/16-14UNC 1.814 2B 100 18 
SA522102 7/16-20UNF 1.27 2B 100 18 
SA522103 l/2-1 3UNC 1.954 2B 110 19 
SA522104 l/2-20UNF 1.27 2B 110 19 
SA522105 9/16-12UNC 2. 117 2B 110 21 
SA522106 9/16-18UNF 1.41 1 2B 110 21 
SA522107 5/8-llUNC 2.309 2B 110 23 
SA522108 5/8-18UNF 1.411 2B 110 23 
SA522109 3/4-l0UNC 2.54 2B 125 25 
SA522110 3/4-16UNF 1.588 2B 125 25 
SA52211 1 7/8-9UNC 2.822 2B 140 28 
SA522112 7/8-14UNF 1.814 2B 140 28 
SA5221 13 l "-8UNC 3. 175 2B 160 31 
SA522114 l "-12UNF 2. 11 7 2B 160 31 

11 
48 
48 
48 
48 
48 
48 
52 
52 
58 
58 
63 
63 
66 
66 

Type3 

TiN 
surface lrealmenl 

le dl 
8 
8 
9 
9 
11 
11 

2.5P 
12 
12 
14 
14 
18 
18 
20 
20 

II 
a Flute dO 

6.2 9.40 
6.2 9.90 
7 10.80 
7 

3 
11 .50 

9 12.20 
9 12.90 
9 13.60 
9 14.50 
11 16.5 
11 17.5 

14.5 
4 

19.5 
14.5 20.5 
16 22.3 
16 23.3 

Unit·mm 
Stock 

■ 

Unit:rnm 
Stock 

■ 
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D-C 

Thread Master· 

~DIN 371 R35° Spiral Flute Machine Taps with reinforced shank(UNC/UNF) 

M UNC IJNF mm 
material U surface tieatmlllll TiN III■ Unirmm 

Code Size p T L I 11 le dl a Flute dO Stock 

SA522301 No4-40UNC 0.635 2B 56 6 18 3.5 2.7 2.30 
SA522302 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 3.4 3.50 
SA522307 No l 0-24UNC 1.058 2B 70 10 24 6 4.9 3.90 
SA522308 Nol0-32UNF 0.794 2B 70 10 24 

2.5P 
6 4.9 

3 
4.10 

SA522309 Nol2-24UNC 1.058 2B 80 10 25 6 4.9 4.50 
■ 

SA522310 Nol2-28UNF 0.907 2B 80 10 25 6 4.9 4.60 
SA52231 l 1/4-20UNC 1.27 2B 80 12 29 7 5.5 5.10 
SA5223 12 l /4-28UNF 0.907 2B 80 12 29 7 5.5 5.50 
SA522313 5/ 16-18UNC 1.411 2B 90 14 37 8 6.2 6.60 
SA522314 5/16-24UNF 1.058 2B 90 14 37 8 6.2 6.90 
SA522315 3/8-1 6UNC 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) 

DIN376 ,,: 7/ 16 

Type 3 

M uNc UNF 2B 
... ,, I Ill AH II TiN I • 1135' 02111 

~;;., wrlac,e lre.almen Uni t mm material 
Code Size p T L I 11 le dl a Flute dO Stock 

SA522401 7/1 6-14UNC 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 
SA522403 l/2-13UNC 1.954 2B 110 19 48 9 7 10.80 
SA522404 l/2-20UNF 1.27 2B 110 19 48 9 7 

3 
11.50 

SA522405 9/1 6-12UNC 2.117 2B 110 21 48 11 9 12.20 
SA522406 9/ 16-18UNF 1.411 2B 110 21 48 11 9 12.90 
SA522407 5/8-llUNC 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-lOUNC 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 

SA522412 7/8-14UNF 1.814 2B 140 28 63 18 14.5 20.5 
SA522413 l"-8UNC 3.175 2B 160 31 66 20 16 22.3 
SA522414 l "-12UNF 2.117 2B 160 31 66 20 16 23.3 
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ing
D-C 

Thread Master· 
Total Tooling Solution UNICO 

;::;DIN 371 R1S0 Spiral Flute Machine Taps with reinforced shank(UNC/UNF) 

p 
m tthd> 

UNC UNF 2B 
........ ,. 

' 
.. RH 

R1S' cu ~;> material 

Code Size p T L 
SA522501 No4-40UNC 0.635 2B 56 
SA522502 No5-40UNC 0.635 2B 56 
SA522503 No6-32UNC 0.794 2B 56 
SA522504 No6-40UNF 0.635 2B 56 
SA522505 No8-32UNC 0.794 2B 63 
SA522506 No8-36UNF 0.706 2B 63 
SA522507 Nol0-24UNC 1.058 2B 70 
SA522508 Nol0-32UNF 0.794 2B 70 
SA522509 No l2-24UNC 1.058 2B 80 
SA522510 Nol2-28UNF 0.907 2B 80 
SA52251 l l/4-20UNC 1.27 2B 80 
SA522512 l /4-28UNF 0.907 2B 80 
SA522513 5/16-18UNC 1.411 2B 90 
SA522514 5/ 16-24UNF 1.058 2B 90 
SA522515 3/8-16UNC 1.588 2B 100 
SA522516 3/8-24UNF 1.058 2B 100 

II 
I 11 
6 18 
6 18 
7 20 
7 20 
7 21 
7 21 
10 24 
10 24 
10 25 
10 25 
12 29 
12 29 
14 37 
14 37 
16 41 
16 41 

,le D INJ71 ,..:_J /8 
.;; 

Type 1 -+t-{=t--fr 

~IL 7 
Type 2 

lTIN 111 11· s.urface 1re.alm&nt ~ ~ 

le dl a Flute dO 

3.5 2.7 2.30 
3.5 2.7 2.60 
4 3 2.80 
4 3 2.90 

4.5 3.4 3.40 
4.5 3.4 3.50 
6 4.9 3.90 

2.5P 
6 4.9 

3 
4.10 

6 4.9 4.50 
6 4.9 4.60 
7 5.5 5.10 
7 5.5 5.50 
8 6.2 6.60 
8 6.2 6.90 
10 8 8.00 
10 8 8.50 

:::::;DIN376/374 R1S0 Spiral Flute Machine Taps with reduced shank(UNC/UNF) 

DIN 376 ;l:, 7/ 16 

~ Type3 =! 

UNIC UNF 28 ........ 

' 
,. IIH II TiN 111 11 R15" WI -;:> surface 1rea1me111 ma1erial 

Code Size p T L I 11 le dl a Flute dO 
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 l /2-1 3UNC 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 9/1 6-l8UNF 1.411 2B 110 21 48 11 9 12.90 
SA522607 5/8-llUNC 2.309 2B 110 23 52 

2.5P 
12 9 13.60 

SA522608 5/8-18UNF 1.411 2B 110 23 52 12 9 14.50 
SA522609 3/4-lOUNC 2.54 2B 125 25 58 14 11 16.5 
SA522610 3/4-16UNF 1.588 2B 125 25 58 14 11 17.5 
SA52261 l 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 l"-8UNC 3.175 2B 160 31 66 20 16 22.3 
SA522614 l "-12UNF 2.117 2B 160 31 66 20 16 23.3 

Unit:mm 
Stock 

■ 

Unit:mm 
Stock 

■ 
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ing
D-C 

Thread Master· 

DIN371/376 R45° Spiral Flute Machine Taps(For Aluminium Wrought Alloys) 

1iype l 

II 

D,1M$tf 12: 

lype3 t, c ;; ~ 

Unit mm 

Code Size p T L I 11 le dl a Flute dO Stock 

SA5 12001-AI M2 0.4 6H 45 6 13 2.8 2.1 1.6 
SA5 12002-AI M2.5 0.45 6H 50 6 15 2.8 2.1 2.1 
SAS 12003-AI M3 0.5 6H 56 6 18 3.5 2.7 2.5 
SA5 12004-AI M4 0.7 6H 63 8 21 4.5 3.4 3.3 
SAS 12005-AI MS 0.8 6H 70 9 25 6 4.9 4.2 
SA512006-AI M6 l 6H 80 11 30 6 4.9 2 5 
SA512007-AI M8 1.25 6H 90 14 35 2.5P 8 6.2 6.8 ■ 

SA5 12009-AI Ml0 1.5 6H 100 16 39 10 8 8.5 
SA512106-AI Ml2 1.75 6H 110 18 9 7 10.3 
SA5 12107-AI Ml4 2 6H 110 20 11 9 12 
SA512108-AI Ml6 2 6H 110 20 I 12 9 14 
SA5 12109-AI M18 2.5 6H 125 25 14 11 

3 
15.5 

SA5 1211 0-AI M20 2.5 6H 140 25 16 12 17.5 

DIN371/376 Spiral Point Machine Taps(For Aluminium Wrought Alloys) 

lypel 

lype 2 'I 11 "': :§ 0 
II '!: ' 

_; 

L 

m:uc3~D 

RH l!n 
material -M 6H I suriace ITealment Un1tmm 

Code Size p T L I 11 le dl a Flute dO Stock 
SA612001-AI M2 0.4 6H 45 8 13 2.8 2.1 1.6 
SA612002-AI M2.5 0.45 6H 50 9 15 2.8 2.1 2.1 
SA612003-AI M3 0.5 6H 56 11 18 3.5 2.7 2.5 
SA612004-AI M4 0.7 6H 63 13 21 4.5 3.4 3.3 
SA612005-AI MS 0.8 6H 70 16 25 6 4.9 4.2 
SA612006-AI M6 l 6H 80 19 30 6 4.9 3 5 
SA612007-AI M8 1.25 6H 90 22 35 SP 8 6.2 6.8 ■ 

SA612009-AI M l0 1.5 6H 100 24 39 10 8 8.5 
SA612106-AI M l 2 1.75 6H 11 0 28 9 7 10.3 
SA612107-AI M l 4 2 6H 110 30 11 9 12 
SA612108-AI M l 6 2 6H 110 32 I 12 9 14 
SA612109-AI M l 8 2.5 6H 125 37 14 11 

4 
15.5 

SA612110-AI M20 2.5 6H 140 37 16 12 17.5 
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ing
D-C 

Thread Master· 
Tota l Tooling Solution UNICO 

DIN5156 Straight Flute Machine Taps with straight pipe thread 

Code 

SA87200 1 
SA872002 
SA872003 
SA872004 
SA872005 
SA872006 
SA872007 

11 
Size 

.. 
WI' 

G 1/16-28 
G 1/8-28 
G 1/4-1 9 
G 3/8-1 9 
G 1/2-14 
G 3/4-1 4 
G 1-11 

RH 
;> 

d 

7.723 
9.728 
13.157 
16.662 
20.955 
26.4 11 
33.249 

surlaoo lroolmEnl 

Pitch P 
L I 

No. of teeth/Inch mm 

28 0.907 
90 22 
90 20 

19 
1.337 

100 22 
100 22 

14 
1.8 14 

125 25 
140 28 

11 2.309 160 30 

DIN5156 Spiral Flute Machine Taps with straight pipe thread 

• .l. • .I G ... ' , -, Cd!I' Ill§." ~..,:) material surlaoe fr,ialmenl 
RH 

Code Size d 
Pitch P 

L I 
No. of teeth/Inch mm 

SA57200 1 G 1/16-28 7.723 
28 0.907 90 

22 
SA572002 G 1/8-28 9.728 20 
SA572003 G 1/4-1 9 13.157 19 

1.337 100 22 
SA572004 G 3/8-1 9 16.662 
SA572005 G 1/2-1 4 20.955 14 

1.814 
125 25 

SA572006 G 3/4-1 4 26.4 11 140 28 
SA572007 G 1-11 33 .249 11 2.309 160 30 

dl le 

6 
7 
11 
12 2.5P 
16 
20 
25 

TiN 1 111■ 
dl le 

6 
7 
11 
12 2.5P 
16 
20 
25 

DIN5156 Spiral Point Machine Taps with straight pipe thread 

l!ffl 
1noiena1 u surlace lr'!atmenl TlN I III■ 

d 
Pitch P 

L I dl Code Size 
No. of teeth/Inch 

le 
mm 

SA67200 1 G 1/16-28 7.723 
28 0.907 

90 22 6 
SA672002 G 1/8-28 9.728 90 20 7 
SA672003 G 1/4-1 9 13. 157 19 

1.337 
100 22 11 

SA672004 G 3/8-1 9 16.662 100 22 12 2.5P 
SA672005 G 1/2-14 20.955 14 

1.814 
125 25 16 

SA672006 G 3/4-1 4 26.411 140 28 20 
SA672007 G 1-11 33.249 11 2.309 160 30 25 

-"O 

L 

- -+-= +---~ 

Unit· mm 

a Flute dO Stock 

4.9 
3 

6.7 
5.5 8.7 
9 11.7 
9 15.2 ■ 

12 4 19 
16 24.5 
20 30.6 

Unit:mm 

a Flute dO Stock 

4.9 
3 

6.7 
5.5 8.7 
9 11.7 
9 15.2 ■ 

12 4 19 
16 24.5 
20 30.6 

Unit· mm 

a Flute dO Stock 

4.9 
3 

6.7 
5.5 8.7 
9 11.7 
9 15.2 ■ 

12 4 19 
16 24.5 
20 30.6 
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ing

DIN5156 St raight Flute M achine Taps with tapper pipe thread 
tc 

l.J.. ~ RC Ill 
i ..,. 7 Cl.IP 

r.m 
material g surfr.ce lrwinie:nt TiN Ill■ 

d Pitch P 
L I lg Code Size 

No. of teeth/Inch 
le 

mm 
SA882001 Re 1/16-28 7.723 

28 0.907 
90 18 10.1 

SA882002 Re 1/8-28 9.728 90 19 13 
SA882003 Re 1/4-1 9 13.157 

19 1.337 
100 28 21 

SA882004 Re 3/8-1 9 16.662 100 28 21 2.5P 
SA882005 Re 1/2-14 20.955 

14 1.814 
125 35 25 

SA882006 Re 3/4-14 26.441 140 35 25 
SA882007 Re 1-1 1 33.249 11 2.309 160 45 32 

DIN5156 Straight Flute Machine Taps with straight pipe thread 

PS C lP ' I ca 
a(laieria1 .,:m surf.-ce lrei rnent Ti • • 

d 
Pitch P 

L I dl Code Size 
No. of teeth/Inch 

le 
mm 

SA85200 1 NPSC 1/8-27 10.242 27 0.941 90 20 7 
SA852002 NPSC 1/4-18 13.616 

18 1.411 
100 22 11 

SA852003 NPSC 3/8-18 17.055 100 22 12 
SA852004 NPSC 1/2-14 21.223 125 25 16 

2.5P 

SA852005 NPSC 3/4-14 26.568 
14 1.814 

140 28 20 
SA852006 NPSC 1-11.5 33.227 11.5 2.209 160 30 25 

DIN5156 Straight Flute Machine Taps with taper pipe thread 

-

m 
material .Jm swface lrea menl Ti II■ 

Pitch P 
L I lg Code Size 

No. of teeth/Inch 
le 

mm 
SA862001 NPT 1/16-27 

27 0.941 
90 18 12.0 

SA862002 NPT 1/8-27 90 19 12. 1 
SA862003 NPT 1/4-1 8 

18 1.4 11 
100 28 17.4 

SA862004 NPT 3/8-1 8 100 28 17.6 2.5P 
SA862005 NPT 1/2-14 

14 1.814 
125 35 22.9 

SA862006 NPT 3/4-14 140 35 22.9 
SA862007 NPT 1-11.5 11.5 2.209 160 45 27.4 

D-C 
Thread Master· 

Unit: mm 

dl a Flute Stock 

6 4.9 
3 

7 5.5 
11 9 
12 9 ■ 

16 12 4 
20 16 
25 20 

Unit mm 

a Flute Stock 

5.5 8.7 

9 11 .4 
9 14.8 
12 

4 
18.4 

■ 

16 23.7 
20 29.8 

Unit mm 

dl a Flute Stock 

6.0 4.9 
3 

7.0 5.5 
11.0 9 
12.0 9 ■ 

16.0 12 4 
20.0 16 
25.0 20 
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ing
D-C 

Thread Master· 
Total Tooling Solution UNICO 

DIN Extra-long Spiral Point Machine Taps 

ma~.l:dl 

M ,sH I m 
m~1ena1 U 

Code Size p T L I 
SA612003-LS M3*100 0.5 100 11 
SA612004-LS M4*125 0.7 125 13 
SA612005-LS M5*140 0.8 140 16 
SA612006-LS M6*160 1 160 19 
SA612007-LS M8*180 1.25 180 22 
SA612009-LS Ml0*200 1.5 

6H 
200 24 

SA612103-LS M6*160 l 160 19 
SA612104-LS M8*180 1.25 160 22 
SA612 105-LS Ml0*200 1.5 200 24 
SA612 106-LS Ml2*200 1.75 200 26 
SA612 107-LS Ml4*200 2 200 30 
SA6 12108-LS Ml6*200 2 200 32 

DIN Extra-long Spiral Flute Machine Taps 

M 6H ffl 
ma1er1a1 U 

Code Size p T L I 
SA5 I 2003-LS M3* 100 0.5 100 6 
SA5 I 2004-LS M4*125 0.7 125 8 
SA5 I 2005-LS M5*140 0.8 140 9 
SA5 I 2006-LS M6*160 1 160 11 
SA5 I 2007-LS M8*180 1.25 180 14 
SA5 I 2009-LS Ml0*200 1.5 

6H 
200 16 

SA512103-LS M6*160 1 160 11 
SA5 12104-LS MS* 180 1.25 180 14 
SA5 12105-LS M10*200 1.5 200 16 
SA5 12106-LS M12*200 1.75 200 18 
SA5 12107-LS Ml4*200 2 200 20 
SA5 I 2108-LS Ml6*200 2 200 20 

TiN 
&urlace 1rea1men1 

11 le 

18 
21 
24 
29 
37 
41 

5P 

I 

dl 

3.5 
4.5 
6 
6 
8 
10 
4.5 
6 
7 
9 
11 
12 

Sllfface treatmeot TIN 

11 le dl 
19 3.5 
21 4.5 
24 6 
29 6 
37 8 
41 

2.5P 
10 
4.5 
6 

I 
7 
9 
11 
12 

Type2 

a 
2.7 
3.4 
4.9 
4.9 
6.2 
8 

3.4 
4.9 
5.5 
7 
9 
9 

a 

2.7 
3.4 
4.9 
4.9 
6.2 
8 

3.4 
4.9 
5.5 
7 
9 
9 

Flute 

3 

/j 

J 

Flute 

3 

Unit:mm 

dO Stock 

2.5 
3.3 
4.2 
5 

6.8 
8.5 
5 

■ 

6.8 
8.5 
10.3 
12 
14 

1 

Unit: mm 

dO Stock 
2.5 
3.3 
4.2 
5 

6.8 
8.5 
5 

■ 

6.8 
8.5 
10.3 
12 
14 



Main applications Other applications

ing

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

0.4
0.45
0.5
0.7
0.8
1.0
1.0
1.25
1.0
1.25
1.5
1.25
1.5
1.75
1.5
2.0
1.5
2.0

45
50
56
63
70
80
90
90
100
100
100
110
110
110
110
110
110
110

3.5
3.5
3.5
4.5
6
6
8
8
10
10
10
9
9
9
11
11
12
12

4
4
6
7
8
10
12
12
15
15
15
16
16
16
20
20
20
20

7.6
9.3
11
14.8
20.7
25
35
35
39
39
39
42
42
42
50
50
55
55

2.1
2.1
2.7
3.4
4.9
4.9
6.2
6.2
8
8
8
7
7
7
9
9
9
9

5
5
6
6
8
8
9
9
11
11
11
10
10
10
12
12
12
12

3
3
3
3
3
3
3
3
3
3
3
4
4
4
4
4
4
4

DIN 6HX

D1

P
mm

L
mm

D2

mm
L1

mm
L2

mm
K

mm
KI

mm N

P M K N S H O

P
D1

L
L

L

K

KI

D2

1

2

C/2-3P
XCoating

 
German Standard HSS-E High-Speed ​ Steel Multi-Purpose
 XM-SFT DIN HSS-E X Coating Spiral Flute Tap for Multi Purpose

Order number

48



Main applications Other applications

ing

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

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

1.5
2.5
1.5
2.5
1.5
2.5
2.0
3.0
3.0
2.0
3.5
4.0
4.5
4.5
5.0
5.0
5.5
5.5

125
125
140
140
140
140
160
160
160
180
180
200
200
220
250
250
250
280

14
14
16
16
18
18
18
18
20
22
22
28
32
36
36
40
40
45

25
25
25
25
25
25
30
30
30
35
35
40
45
38
40
42
44
46

63.5
63.5
70
70
70
70
80
80
80
100
90
100
100
135
140
160
170
180

11
11
12
12
14.5
14.5
14.5
14.5
16
18
18
22
27
29
29
32
32
32

14
14
15
15
17
17
17
17
19
21
21
25
24
32
32
35
35
35

4
4
4
4
4
4
4
4
4
4
4
4
5
4
4
4
4
4

DIN 6HX

P M K N S H O

P
D1

L
L

L

K

KI

D2

1

2

C/2-3P
XCoating

 

Order number

German Standard HSS-E High-Speed ​ Steel Multipurpose Spiral Tap
XM-SFT DIN HSS-E X Coating Spiral Flute Tap for Multi Purpose

D1

P
mm

L
mm

D2

mm
L1

mm
L2

mm
K

mm
KI

mm N

49



Main applications Other applications

ing

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

0.4
0.45
0.5
0.7
0.8
1.0
1.0
1.25
1.25
1.5
1.25
1.5
1.75
1.5
2.0
1.5
2.0
1.5
2.5

45
50
56
63
70
80
90
90
100
100
110
110
110
110
110
110
110
125
125

3.5
3.5
3.5
4.5
6
6
8
8
10
10
9
9
9
11
11
12
12
14
14

4
4
9
12
13
15
18
18
20
20
23
23
23
25
25
25
25
30
30

10
13.5
19
22
26
31
36
36
40
40
43
43
43
50
50
56
56
63.5
63.5

2.1
2.1
2.7
3.4
4.9
4.9
6.2
6.2
8
8
7
7
7
9
9
9
9
11
11

5
5
6
6
8
8
9
9
11
11
10
10
10
12
12
12
12
14
14

3
3
3
3
3
3
3
3
3
3
4
4
4
4
4
4
4
4
4

DIN 6HX

P
D1

L
L

L

K

KI

D2

1

2

P M K N S H O

B/4-5P
XCoating

 

Order number

German Standard HSS-E High-Speed ​ Steel Multipurpose Tip Tap
XM-POT DIN HSS-E X Coating Spiral Point Tap for Multi Purpose

D1

P
mm

L
mm

D2

mm
L1

mm
L2

mm
K

mm
KI

mm N
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Main applications Other applications

ing

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

1.5
2.5
1.5
2.5
2.0
3.0
3.0
2.0
3.5
4.0
4.5
4.5
5.0
5.0
5.5
5.5

140
140
140
140
160
160
160
180
180
200
200
220
250
250
250
280

16
16
18
18
18
18
20
22
22
28
32
36
36
40
40
45

30
30
25
25
36
36
36
42
42
50
45
38
40
42
44
46

71
71
70
70
80
80
80
90
90
120
100
135
140
160
170
180

12
12
14.5
14.5
14.5
14.5
16
18
18
22
27
29
29
32
32
32

15
15
17
17
17
17
19
21
21
25
24
32
32
35
35
35

4
4
4
4
4
4
4
4
4
5
4
4
4
4
4
4

DIN 6HX

P
D1

L
L

L

K

KI

D2

1

2

P M K N S H O

B/4-5P
XCoating

 

Order number

German Standard HSS-E High-Speed ​ Steel Multipurpose Tip Tap
XM-POT DIN HSS-E X Coating Spiral Point Tap for Multi Purpose

D1

P
mm

L
mm

D2

mm
L1

mm
L2

mm
K

mm
KI

mm N
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Main applications Other applications

ing

MNHX300350250-22SFT38
MNHX330200250-25SFT38
MNHX330350250-25SFT38
MNHX360400200-28SFT38
MNHX360400250-28SFT38
MNHX390400300-32SFT38
MNHX420450300-32SFT38
MNHX450450300-36SFT38
XM480500300-36SFT

M30
M33
M33
M36
M36
M39
M42
M45
M48

3.5
2.0
3.5
4.0
4.0
4.0
4.5
4.5
5.0

250
250
250
200
250
300
300
300
300

22
25
25
28
28
32
32
36
36

35
35
35
40
40
40
45
45
40

150
150
150
100
130
180
180
180
140

18
20
20
22
22
24
24
29
29

21
23
23
25
25
27
27
32
32

4
4
4
4
4
4
5
5
4

DIN 6HX TiN

P M K N S H O

P
D1

L
L

L

K

KI

D2

1

2

 

C/2-3P

Order number

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

D1

P
mm

L
mm

D2

mm
L1

mm
L2

mm
K

mm
KI

mm N
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Main applications Other applications

ing

MNHX300350250-22SFT
MNHX330350250-25SFT
MNHX360400200-28SFT
MNHX360400250-28SFT
MNHX390400300-32SFT
MNHX420450300-32SFT-6H
MNHX420450300-32SFT
MNHX450450300-36SFT-6H
MNHX450450300-36SFT

M30
M33
M36
M36
M39
M42
M42
M45
M45

3.5
3.5
4.0
4.0
4.0
4.5
4.5
4.5
4.5

250
250
200
250
300
300
300
300
300

22
25
28
28
32
32
32
36
36

35
35
40
40
40
45
45
45
45

150
150
100
130
180
180
180
180
180

18
20
22
22
24
24
24
29
29

21
23
25
25
27
27
27
32
32

4
4
4
4
4
5
5
5
5

DIN 6HX
C/2-3P

P
D1

L
L

L

K

KI

D2

1

2

P M K N S H O

XCoating

 

Order number

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

D1

P
mm

L
mm

D2

mm
L1

mm
L2

mm
K

mm
KI

mm N

53



Main applications Other applications

ing

 

DIN 6HX TiN
E/1.5-2P

8
8
9

11
10
10
12
12
12
15
15
15
15
17
17
19
21
25

3
3
4
4
4
3
4
4
4
4
4
4
4
5
4
4
4
5

0.8
1.0

1.25
1.5

1.75
1.75
2.0
1.5
2.0
1.5
2.5
1.5
2.5
2.5
3.0
3.0
3.5
4.0

70
80
90

100
110
200
110
110
110
125
125
140
140
140
160
160
180
200

6
6
8

10
9
9

12
12
12
16
16
16
16
18
18
20
22
28

13
15
18
20
23
23
20
25
25
25
25
30
30
36
36
36
42
48

25
30
35
39
42

100
55
55
55
70
70
70
70
80
80
80
90

100

4.9
4.9
6.2 

8
7
7
9
9
9

12
12
12
12

14.5
14.5
16
18
22

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

P
D1

L
L

L

K

KI

D2

1

2

P M K N S H O

Order number

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

D1

P
mm

L
mm

D2

mm
L1

mm
L2

mm
K

mm
KI

mm N

54



Main applications Other applications

ing

 

6
6
8
8
8
9
8
8
11
10
10
10
12
12
12
12
14
15
15

3
3
4
4
4
4
4
4
4
4
4
4
4
4
4
4
4
4
4

0.5
0.7
0.8
1.0
1.0
1.25
1.0
1.25
1.5
1.25
1.5
1.75
1.5
2.0
1.5
2.0
2.5
1.5
2.5

56
63
70
80
90
90
90
100
100
100
100
110
100
110
100
110
125
125
140

3.5
4.5
6
6
6
8
7
7
10
9
9
9
9
11
12
12
14
16
16

11
13
15
17
17
20
18
22
22
22
22
24
22
26
22
27
30
25
32

18
21
25
30
36
35
36
40
39
40
40
44
40
44
40
44
50
50
54

2.7
3.4
4.9
4.9
4.9
6.2
5.5
5.5
8
7
7
7
9
9
9
9
11
12
12

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

P M K N S H O

DIN 6HX

P
D1

L
L

L

K

KI

D2

1

2

C/2-3P
XCoating

Order number

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

D1

P
mm

L
mm

D2

mm
L1

mm
L2

mm
K

mm
KI

mm N

55



Main applications Other applications

ing

 

6
6
8
8

7.8
9

7.8
11
9.8
9.8
9.8
11.8
11.8
11.8
11.8
13.8
14.8
14.8

5
5
5
5
5
5
6
6
6
6
6
8
8
8
8
8
8
8

0.5
0.7
0.8
1.0
1.0
1.25
1.25
1.5
1.25
1.5
1.75
1.5
2.0
1.5
2.0
1.5
1.5
2.5

56
63
70
80
90
90
100
100
100
100
110
100
110
100
110
110
125
125

3.5
4.5
6
6
8
8
7
10
9
9
9
11
11
12
12
14
16
16

6
7
8
10
10
13
13
15
13
15
18
15
20
15
20
17
17
25

18
21
25
30
36
35
40
39
40
40
44
40
44
40
44
44
50
54

2.7
3.4
4.9
4.9
4.9
6.2
5.5
8
7
7
7
9
9
9
9
11
12
12

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

DIN 6HX

P

D1

L
L

L

K

KI

D2

1

2

C/2-3P
XCoating

P M K N S H O

Order number

German Standard HSS-PM Powder High-Speed ​ Steel Oil Groove Extrusion Tap
RXP-RT DIN HSS-PM X Coating Oil Groove Forming Roll Tap

D1

P
mm

L
mm

D2

mm
L1

mm
L2

mm
K

mm
KI

mm N
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Main applications Other applications

ing

 

JIS H1-H5
C/2-3P

P M K N S H O

P

L
L

K

KI

D

1
XCoating

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

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

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

5
5
5
6
6
7
7
7
7
8
8
9
10
11
12
14
16
18
20
22
24
26
30
30
32
35

2
2
3
3
3
3
3
3
3
3
3
3
3
3
3
4
4
4
4
4
4
4
4
4
4
4

42
44
44
46
48
52
60
60
62
70
75
80
85
90
95
105
115
125
180
180
200
200
200
200
225
225

9.5
9.5
9.5
11
13
13
16
16
19
22
24
25
29
30
32
37
38
45
40
40
40
40
40
50
50
50

3
3
3
4
4
5

5.5
5.5
6 
6.1
7
8
9

10.5
12
14
17
20
22
24
26
30
32
35
38
40

2.5
2.5
2.5
3.2
3.2
4

4.5
4.5
4.5
5

5.5
6
7
8
9
11
13
15
17
19
21
23
26
26
29
32

Order number

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

D -P1 LIMIT
L

mm
L1

mm
D

mm
K

mm
KI

mm N
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1S0529 Spiral Point Machine Taps 

M MF H2 

Code Size 

SZ611001 M3 

SZ611002 M4 

SZ611003 MS 

SZ611004 M6 

SZ611005 M8 

SZ6 11006 MF8*1 

SZ611007 M IO 

SZ611008 MFlO* l 

SZ611009 MFlO*l.25 

SZ611010 M 12 

SZ611011 MF12* 1 

SZ611012 M 12*L25 

SZ6 11013 M12* L5 

SZ611014 M 14 

SZ611015 MF14*L5 

SZ611016 M 16 

SZ611017 MF16*L5 

SZ611018 M 18 

SZ611019 M18"L5 

SZ611020 M20 

SZ611021 M20" L5 

SZ611022 M22 

SZ611023 M22" L5 

SZ6 11024 M24 

SZ611025 M24" L5 

1111111 
11,'51' 

p 

0.5 

0.7 

08 

1 

125 

1 

1-5 

1 

L25 

175 

1 

L25 

1.5 

2 

1.5 

2 

}_5 

2.5 

1-5 

2.5 

1.5 

1.5 

1.5 

3 

1.5 

T 

H2 

H2 

H2 

H2 

H2 

H2 

H2 

H2 

H2 

H2 

H2 

H2 

H2 

H2 

H2 

H2 

H2 

H2 

H2 

H2 

H2 

H2 

H2 

H2 

H2 

l!!l!!I 
m~tefial lliiii 

L I II 

48 11 18 

53 13 21 

58 16 25 

66 19 30 

72 22 

72 22 

80 24 

80 24 

80 24 

89 29 

80 24 

89 29 

89 29 

95 30 

95 30 

102 32 

102 32 

112 37 

112 37 

112 37 

112 37 

118 38 

118 38 

130 45 

130 45 

D-C 
Thread Master· 

Typel 7 -1-, :.lf ~, , ~ 
le r ~~ Pl , ---g ~ 

M:;;,8 

surface lr'elllll'lenl 
liN Unit:mm 

le dl a Flute dO Stock 

3. 15 2_5 2_5 

4 3_ 15 3-3 

5 4 4_2 

6-3 5 5 

6-3 5 6_8 

63 5 7 

8 6-3 8_5 

8 6-3 9 

8 6-3 3 8_8 

9 7_1 10-3 

9 7_1 11 

9 7_1 10_8 

SP 9 7_1 10_5 ■ 

11-2 9 12 

11-2 9 12_5 

12-5 10 14 

12_5 10 14_5 

14 11_2 15_5 

14 11_2 16_5 

14 11_2 17_5 

14 11_2 18_5 
4 

16 12-5 19_5 

16 12-5 20_5 

18 14 21 

18 14 22_5 
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D-C 

Thread Master· 
Total Tooling Solution UNICO 

1S0529 Spiral Point M achine Taps 

le M~ 6 ~ 

Type 1 --4-F • 3£-± I _:'j ~ 
I I I 

11 
L 

r - ., rus· ~~ 
wrfa(e tfeatmen1 

TiN - material Unit mm 

Code Size p T L I 11 le dl a Flute dO Stock 

SZ511301 13 0.5 H2 48 8 18 3.1 5 2.5 2.5 

SZ511302 14 0.7 H2 53 11 21 4 3. 15 3.3 

SZ511303 15 0.8 H2 58 12 25 5 4 4.2 

SZ511304 16 1 H2 66 15 30 6.3 5 5 

SZ511305 18 125 H2 72 22 6.3 5 6.8 

SZ511306 MF8"1 1 H2 72 22 6.3 5 7 

SZ5 11307 MlO 1.5 H2 80 24 8 6.3 8.5 

SZ511308 MFlO" l 1 H2 80 24 8 6.3 9 

SZ511309 MFl0"l.25 125 H2 80 24 8 6.3 3 8.8 

SZ511310 M12 175 H2 89 29 9 7.1 10.3 

SZ5 113 11 MF12" 1 1 H2 80 24 9 7. 1 11 

SZ5113 12 M12*L25 125 H2 89 29 9 7. 1 10.8 

SZ5 11313 M12* L5 1.5 H2 89 29 2.5P 9 7. 1 10.5 ■ 

SZ5113 14 M14 2 H2 95 30 11.2 9 12 

SZ5113 15 MF14"1.5 1.5 H2 95 30 11.2 9 12.5 

SZ5 11316 M16 2 H2 102 32 12.5 10 14 

SZ511317 N1F16"1.5 1.5 H2 102 32 12.5 10 14.5 

SZ5 11318 M18 2.5 H2 112 37 14 11.2 15.5 

SZ5113 19 M18*L5 1.5 H2 112 37 14 11.2 16.5 

SZ511320 M20 2.5 H2 112 37 14 11.2 17.5 

SZ5 11321 M20* L5 1.5 H2 112 37 14 11.2 18.5 
4 

SZ511322 M22 1.5 H2 118 38 16 12.5 19.5 

SZ511323 M22*L5 1.5 H2 118 38 16 12.5 20.5 

SZ511324 M24 3 H2 130 45 18 14 21 

SZ511325 M24*L5 1.5 H2 130 45 18 14 22.5 
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D-C 

Thread Master· 

DIN EN 22568(DIN 223) Right Hand Round Die 

M 6g ,~ material a Unit:mm 

Code Size p T D E Flute Stock 

SZ912101 M2 0.4 12 3 

SZ912001 M3 0.5 20 5 
3 

SZ912002 M4 0.7 20 5 

SZ912003 M5 0.8 20 7 

SZ912004 M6 l 20 7 

SZ912005 MS 1.25 25 9 

SZ912006 M8 "' l 1 25 9 

SZ912007 MIO l.5 30 11 

SZ912008 MlO*l.25 1.25 30 11 
4 

SZ912009 Ml0 "' l l 30 11 

SZ912010 Ml2 1.75 38 14 

SZ912011 Ml2*1.5 l.5 38 14 

SZ912012 Ml2*l.25 1.25 6g 38 14 ■ 

SZ912013 Ml2*1 l 38 14 

SZ912014 M14 2 38 14 

SZ912015 M14*1.5 l.5 38 14 

SZ912016 M16 2 45 18 
5 

SZ912017 M 16*1.5 l.5 45 18 

SZ912018 MIS 2.5 45 18 

SZ912019 M18*1.5 l.5 45 18 

SZ912020 M20 2.5 45 18 

SZ912021 M20*l.5 1.5 45 14 

SZ912022 M20*2 2 45 14 6 

SZ912023 M22*2.5 2.5 45 18 

SZ912024 M24*3 3 55 22 



Blade width

Chip flute
The diameter of the inner 

circle of the cutter

Cutting cone length

convex tip

thread minister handle length

Shank diameter
ministers from all directions

Square part width

pitch

back corner

outside middle Small
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Tap Geometries & Applications 

Description 

Straight Flutes Taps(Hl) 
Stra ig,ht flutes are the most commonly u~ 
type of tap. 
Suitable for use on most materials, mainly 
short chipping steel and cast iron, 

Spiral point laps(POT) 
The lap has a straight fairtysnal!owftute and is 
often refel'fE!d to as a guo nose or spiral point lap. 
Tho, gun~ Q< ~pu-<'1 point i i,; 1/esignec to drive 
111e chips IMvafd. llhe relaUvety shalloW l!Utes 
ensure that the SOOional slJengtt, is maximised. 
They also act to allow lubricant to reach the 
culling edges. This type of tap is recommended 
for lhreadii:,g tlvough holes. 

O,ip. 

D-C 
Thread Master· 

Descript ion 

Spiral Fil.Iles Tap.s(SFT) 
Taps Yl'ith spiral IIUles are intended ,primarily ror 
thrnading in blind holes. The helical Huie 
trensports the chips beck ew,ay /rQITI the cu 'ng 
edges and out of the hole, diLJs avoiding padllng 
of chips in I he flutes or at lhe oottom oi 1he hole. 
In this way, danger of breaking the 1ap Cli' 

damag)ng the thread is minimised. 

Cold Fonnfng T!lpS\NRT) 
Cold forning taps differ from cutting Laps in lhal 
the thread is produced by plastic o'efoonation of 
the oomponenl ITT1'tern;;il r;;ither tfl.jn by the 
trac!i.1ional rutUng action. This means that no chips 
are produced by their action. The application 
~nge ~ rlli:lteri;;ila; wi th good fQrrn;,bility. 

Oiips 

Tolerance class, Tap & Internal thread 

iolera11oe class, Tap 
Tolerance, Internal thread Application 

ISO DIN ANSIBS 
~ - --

ISO 1 4H 36 4H SH - - Fit without allowance 

ISO 2 6H 2B 4G 5G 6H - - Normal fit 

ISO 3 6G 1B - - 6G, 7H 8H Fit with lar,ge allowance 

- 7G - - - - 7G BG 
loose fit for followi11g treatment or coating 



Extrusion tap pitch diameter accuracy
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Recommended Tapping Speed 
Tapping Speed 

D-C 
Thread Master· 

The fo llowing mach ining cond iHons affect tapp ing speed: kind of taps, workp ieces, number of chamfered 

threads, materials, hole condition and lubricant. It is necessary to select the suitable tapping1 speed by paying 

attent ion to these cond itions. When work materia l has excellen t workability, when there is a li ttle depth of 

tapping, or when tapping lubrican,t can be suffi cient, select ra ther higher lapp ing speed . When workability of 

work material is unknown , to be safe , try neady the lowest tapping speed al firs t, and then increase the speed 

gradually. 'Following speed is ba.sically fo r the cutt ing condit ion under the use of cutt ing oil. In case of water 

soluble cu tting oi l, please red uce the speed by 30%. 

Cutting Speed ( rn/mln ) 

Work Material 
Straight Fluted Tap Spiral Fluted Tap Spiral Pointed Tap Forming Taps Pipe Thread Tap 

Mild Steel-Low Carbon Stee'I :a C0 . .25% 8 -B 8 -13 15 - .25 8 - 13 3- 6 

Medium Carbon Steel C0.25 - 0.45% 7 -12 7 - 12 10 - 15 7 - 10 3 - 6 

Hrgh Ca rbon Steel ~ C0.4S% 6- 9 6-9 8 -13 s- s 2-5 

Alloy Steel SCM 7 -12 7 -12 10 - 15 s-s 2 - 5 

Hardened Steel 25 ..-4SHRC 4 .,... 8 6- 10 8 - 12 

Stain less Steel SUS 4 - 7 s-8 8 - 13 5 - 10 2-5 

Tool Steel SKD 6 - 9 6 - 9 7 - 10 

Ca~t Steel SC 6 - 11 6 - 11 10-15 2-s 

Cast Iron i;c 10 - 15 2-s 

Ductile Cast Iron FCD 7 - 12 7 - 12 10-20 4 - 8 

Copper Cu 6-9 6- 11 7- 12 7 - 12 2-S 

Brass-Brass Casting Bs • BsC 10 .,... 15 10 .,... 20 15 ..... 25 7 ..... 12 5 - 10 

Bronze-Bronze Casting PB · PBC 6 - 11 6- 11 10- 20 7 - 12 6 - H 

Aluminum Wrought Steel AL 10 - 20 10 - 20 10- 25 7 - 12 5 - 10 

Alumi11um Alloy Cast,ing AC · ADC 10 - l S 10 - 1S 15 - 20 12 - 20 10 - 15 

Titarii um Allloy 3- S 4 - 6 

Nickel AJloy 1- 3 2- 4 

High Hardened Steel 40- S0HRC 2 - 4 

High Hardened Steel 50 - 55HRC 1- 3 
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D-C 

Thread Master· 
Total Tooling Solution UNICO 

Calculation of cutting data 

Ve= D·Tr•n [m/min] 
1000 

Mc= kc .p2.o [Nm] 
8000, 

R Me n 
c= 

9550 ·17 
[kW] 

Speed n in min"1(rpm) 
D = Major diameter of thread in mm 

¼=Cutting speed in mlmin 

Cutting speed Ve in m/mln 

D : Major diameter of thread in mm 

n = Speed in min"1 (rpm) 

Cutting, torque on the tap M,, in Nm 

(for tapered threads M. MF, UNC, UNF etc) 

k~= Specifiic cutting force in N/mm2 

P = Thread pitch in mm 

D = Major diameter of thread ln mm 

Machline drive power Pc in kW 

rv\:= Cutting torque on the tap in Nm 
n = Speed in min ·1 (rpm) 
ri : Efficiency of ~he machine 

CONVERSION TABLE HARDNESS VS TENSILE STRENGTH 

Tensile 
Strength 

R 
[N/mm~ 

t 3400 
3120 
2960 
2890 
2770 
2240 
2190 
2140 
2100 
2050 
2010 
1970 
11930 
1890 
1850 
1810 
1780 

I 

l 

--
11730 
1680 
1630 
11590 
1560 -
1520 
11480 
1440 

HB 
BMnell 

700 
688 
676 
670 
659 
650 
635 
627 
613 
600 
587 
574 
561 
548 
~ 

536 
524 
512 
500 
488 
476 
464 
453 
442 
430 
4119 

Hardness 

HRC HV 
Rockwell C Vickers 

68 1008 
67 955 
66 920 
65 885 
64 850 
63 826 
62 797 
61 772 
60 746 
59 720 
58 693 
57 666 ,.. 
56 646 
55 623 
54 604 
53 585 
52 56] 
51 549 
50 528 
49 513 
48 497 
47 482 
46 468 
45 453 
44 440 -

Tensile, 
Strengrth Hardness 

R HB HRC HV 
[Nlmm2] Brinell Rockwell C Vickers 

1400 408 43 427 
1360 398 42 416 
1320 389 41 404 
1300 377 40 391 
1260 367 39 381 
1230 357 38 371 
1190 347 37 357 
1150 337 36 345 
1120 327 35 332 
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 ~6 
890 259 26 259 
870 253 25 253 
850 247 24 247 
830 241 23 241 
810 ~ 35 22 235 
790 230 21 230 
770 225 20 225 
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THREADING - GENERAl TECHNICAL INFORMATION 

Tapping i s a compleK process and often tlhe la$t machining operation performed on the workpiece. 
Therefore,. incorrect or faulty tapping can compromise the quality of the entire wor kpiece. 
Numerous factors Influence the process: cuttilng parameters, drilling parameters, lubrication, machine 
conditions. The choice of the correct tool is paramount in order to obtain high quality threads. 

D-C 
Thread Master· 

1. Select U1e correct design o1 t.ap for the component matefial and type of 

hole, Le_ thru;gh or blirld. 

2. Ensure the compooent is securely clamped - later:al movement may 

cause tap breakage or poor quality threads. 

6. In CNC Applications ensure tt,at the feed value chosen for the program is 
correct When using a lapping attachment. 95% to 97% of lhe pitct1 is 
recommended to alblN the 1ap to generate its oon pitdl. 

3. Select the rorrect size of drill from the relevant catalogue page. Amays 

ensrne that work hardening cr the O'.ll"Tl)Onerlt material is kepi lo a 

minimum. 

7. \Nrerepossible, hold lhetapina goodqwlitytorc;ue limiting tapping 
att.achrooot, 'M'!ichensures free axial movement of the tap aod presents it 
squarely to the hole. It atso protects the tap from breakage d' 
accidentally ' bottomed' in a ~ind hole. 

8. Eroure smooth entry of the tap fnto lhe hole. as an uneven feed may 
cause 'be11moulhing' 

4, Select the correct cutting speed 

5. Use appropriate culling flu rd for correcl application. 

The following tabl,e summarises the most common problems encountered during tap;plng and their ,possible solutions. 

Trouble Sh.coting When Tapp[ng 

Problem Solution 

Choose correct tap, with lower rake angl:e or longer chamfer. 

Chipped 
. Reduce cutting speed . 

Check drillled hole size is not too small. 
teeth on tap . Check tap allignment and run-out of tap on tapping attachment. 

For deep blind holes (~ 2,5xD), use t.a.ps with back-tapering. 

. Improve quality (richer emulsion, neat oill) ancl quantity {h igher pressu110} of lubrication . 
Excessi\le Use correct tap, wdhi more rellief or longer chamfe!r if possible. 
tap wear . Choose coating suitable for specific application. 

Use recommended cutt.ing parameters for specific application. 

Chips 
Use tap wi th lower spiral flute angle. 

clogging Hules Choose correct tap with suitable rake angle and relief for specific application. 
Use tap with sharp ctittiing edge (bright tap or vapourised tap). 

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

threaded Improve quality and quantity of lubricatior1. 

workpiece Choose correct tap wrth suitable rake angle and re'lief for specific application. 
Use recommended cutting parameters for specific application. 

I 
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D-C 

Thread Master· 
Tota l Tooling Solution UNICO 

THREAOIN:G - GENERAL TECHNICAL INFORMATION 

T;rouble Shooting When Tapping 

Problem 

Built-up-edge 

Solution 

• Choose conrect tap with lower rake angle and/or higher relief. 
Choose coaling suitab'le for speciific appltcalion. 

, Increase cutting speed. 
• Improve qli.lallly and quantity of lubrication. 

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

Tap sticking • Increase cutting speed. 

Crater wear 

Tap breakage 

Oversized 
thread 

Undersized 
thread 

Excessive power 
requirement 

Improve quallity and quantity of lubrication. 

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

• Check drilled hole size. 
Check alignment between tap and dri lled hole. 

• Reduce cutting speed. 
• On blind holes, check that tapping depth is less than hole depth. 
• Use tapping attachment with slip olutch. 
• Use compensated tapping attaohmen!. 

• Check tap tolera11ce is compatible wfth requested workpiece (nut) tolerance. 
• Choose correct tap wlth suitable rake angle and relief fo r specific application. 
• Reduce feed rate {revs x pitch) or use rig id / sy11chrono1.1S tapping attachment 
• Reduce cutting speed. 
• Check tap alignment and that workpiece Is fastened steadily. 
• Remove clogged chips from flutes. 

• Check dri lled hole size is not too small. 
• Check tap tolerance is compatible with requested workpiece (nut) to lerance. 

Use coated tap lo aYoid tap sticking. 
• On forming taps, use sl ightly !arger drilled hole size. 
• Check wear on tap. If necessary, resharpen or change lap. 
• Choose correct tap with higher rake angle and reltef. 
• Use rigid I synchronous tapping attachment. 

Improve quality and quantity of lubrication. 

• On high strength materials, increase dri lled hole size. 
• Check wear on tap. If necessary, r,esharpen or change lap. 
• Choose correct tap with higher rake angle and relief. 
• Improve quality and quantity of lubrication. 
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D-C 

Thread Master· 

Customer Informati•on 
Company: .. .. _ .. _____ ..... _ .. ... .. ..... ______ .. . Size: 

Contact :. Art icle no.: .................................................... . 

Phone: ........................................... . ....... . Requested QTY.: ......... . ................................. . . . 

E-ma il: ....... . ...... . .... . ....... .. ...... . .. . .... . ...... . . Annua l QTY.: ......... .. . ...... .. .... . ......... . ....... . ..... . . 

Application information 

Machine: Spindle adaptation: Wo,rkpiece des,cription: 

Manufacturer: .. .. . .......... . ... . MT /ISO taper/ HSK/TR/ others: .. ...... . .. . Materi al/Code no.: ........................ . 

Type: ..... . . ...... .............. . DIN/ ANSI / JIS/others: . . . . . . . . . . . . . . . . . . . Condi t ion during work: .... . .. . ... . . . ..... . 

Power: .. ........ . . .. .... ... .. . kw 

D horizonta l D External! 

D vertica l D L11ternal 

Cutting data : 

Speed n: .............. .. . . . .. rpm 

Cutting speed Ve: . . ..... . . m/min 

lntema,I thread: 

Th read siz,e: . . .... .. ........ .. . . . . 

Thread to lerance: . ....... . ...... . 

Th read depth: .. . .. ...... . .... .. . 

Dril l hole diameter: .. .... . . .. . . . . 

Dril l hole depth: .. . . ... ..... . .. . . 

Tap requests 

la p brand: . __ . __ .. . _ .. . .. . . .. ...... .. . . 

Tap type/code no.: ..... .. . .. . .. _ .. _ . . . 

Tap size: .. ... . . ................ .. .... . . 

Tolerance: 

Tap materia l: ......................... . 

Surface treatment: ....... .... . ... .... . 

Interna l coo lant: ........ . .. .. .... .... . 

Tool life: 

Tool holder: 

0 rig id (col let) 

D Tepping att.1,hment 

0 Tapholder 

O with interna l coolant supply 

Types of tapping holes: 

Blind hole 

0 Standard case 

ti=Drilling depth 

D Special case 

"I., =Threading depth 

Le ·--p 

,.~ 

I: __ 

11 : __ 

Tap,type: 

D Stra ight flute □ Sp i ral flute 

Tensile strength: . _ . .. .... .. .. . .. __ . N/mrrf 

Hardness: . . . .. .................. .. HRC/ HB 

D I short -chippi ngi 

Cooling/lubrication: 

□ Oil 

□ Dry 

D long-chipping 

D Emulsion ....... % 

D Others: ......... . 

I 
Through hole 

I 
i 

□Sta ndard case D Special case 

a ; __ 

dl· ·--

F 

L: 

□Spiral point □Forming tap □Nuts tap 
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 _ Milling machining, versatile and efficient

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

Model

Main applications Other applications
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Dc

l3

l1

d1

Main applications Other applications

TH series single-row toothed 
thread end mills

Order number Blade model
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Dc

l3

l1

d1

Main applications Other applications

WHL series (extended) 
single-row toothed thread end mills

Order number Blade model
Number of 
cutting edges
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Dc

Dc

l21

l21

l3

l3

l1

l1

d1

d1

Main applications Other applications

WH series multi-row toothed 
thread milling cutters

Order number

Order number

Number of 
cutting edges

Number of 
cutting edges
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Dc

Dc

l21

l21

l3

l3

l1

l1

d1

d1

Main applications Other applications

Multi-row toothed thread 
end mill WHL series (extended)

Order number Number of 
cutting edges

Order number Number of 
cutting edges
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Dc

Dc

Dc

l21

l21

l3

l3

l3

l1

l1

l1

d1

d1

d1

UNC/UNF WHL series multi-row toothed 
thread end mills

Order number
Number of 
cutting edges

Number of 
cutting edges

Number of 
cutting edges

Order number

Order number

Main applications Other applications
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Dc

l21

l3

l1

d1

Main applications Other applications

Multi-row toothed thread end mill 
UNC/UNF WHL series (extended)

Order number Cutting edge 
quantity Model

76

ing



Tool thread selection: 
Single-row toothed metric thread

Cutter body model Blade Fine teethCoarse teeth
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Tool thread selection: 
Multi-row toothed metric thread

Cutter body model Blade Coarse teeth Fine teethPitch P
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Tool thread selection: 
Single row of teeth - US standard UN thread

Cutter body model Blade
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Tool thread selection: 
Single-row G-thread (BSP)

Cutter body model Blade
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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.

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

Coolant bolt
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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 
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.

Position the thread end mill at 
the center of the bottom hole 

and begin cutting.

Feed cycle Threads are generated using 
helical interpolation milling until 
they cross the column spacing.

Retraction cycle
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P

P

r

r

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

[Inch]

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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P r

Radius correction value for thread milling

Pipe threads G (BSP) conforming to DIN EN ISO 228 standard

Thread nominal 
diameter

[Inch] [Number of teeth per Inch]

Minimum size Tolerance median

Radius correction

&

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
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Recommended parameters for thread milling
The given cutting parameters are average standard values.
Adjustments are recommended for special use cases.

M
at

er
ia

l g
ro

up Coolant recommendations

Emulsion
Oil
Cutting speed

Br
in

el
l h

ar
d

ne
ss

 H
B

Workpiece material classification and marking letters

Te
ns

ile
 s

tr
en

gt
h

Rm
 N

/m
m

²

Pr
oc

es
si

ng
 m

at
er

ia
l

gr
ou

p Blade size

Non-alloy steel

Annealing

Annealing

Conditioning

Annealing

Conditioning

AnnealingFree-cutting steel (short chips)

Low alloy steel

Annealing

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

Stainless steel

Austenitic, Quenched
Austenitic, precipitation dispersion 
hardening stainless steel (PH stainless steel)

Austenitic-ferritic duplex stainless steel

Malleable cast iron
Ferrite

Pearlite

Gray cast iron

Ductile Iron
Ferrite

Pearlite

Low tensile strength

High tensile strength/austenitic
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Recommended parameters for thread milling
The given cutting parameters are average standard values.
Adjustments are recommended for special use cases.

M
at

er
ia

l g
ro

up Coolant recommendations

Emulsion
Oil
Cutting speed

Br
in

el
l h

ar
d

ne
ss

 H
B

Workpiece material classification and marking letters

Te
ns

ile
 s

tr
en

gt
h

Rm
 N

/m
m

²

Pr
oc

es
si

ng
 m

at
er

ia
l

gr
ou

p Blade size

Forged aluminum alloy

Forged aluminum alloy

Non-time-sensitive processing

Time-sensitive processing

≤12% silicon, non-aging treatment

≤12% silicon, can be aged

>12% silicon, non-aging treatment

Magnesium alloy 3

Copper and copper alloys 
(bronze/brass)

Non-alloy, electrolytic copper

Copper alloy, short chips

Brass, bronze, red brass

High-strength Ampco alloy

Heat resistant alloy

Iron base

Nickel or cobalt based

Annealing

Aging treatment

Annealing

Casting

Aging treatment

Titanium alloy

Pure titanium

α-phase and ẞ-phase alloys, aging treatment

tau phase alloy

Tungsten alloy

Molybdenum alloy

Quenched steel

Hardened cast iron

Quenched and tempered

Quenched and tempered

Quenched and tempered

Quenched and tempered

Thermoplastic

Thermoset plastic

Fiberglass reinforced plastic

Carbon fiber reinforced plastic

Graphite (Technology)

Aramid fiber reinforced plastic

No abrasive filler materials

No abrasive filler materials

Xiao

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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	DHC ThreadingMaster V2
	ing
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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
	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

	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


	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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