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CATALOG 520

Welcome to our EMUGE Catalog 520. Let our new catalog
be your guide on a trip to the very leading edge of thread
cutting technology and into the twenty-first century!

At EMUGE we are dedicated to exhaustive research and
development, product manufacturing excellence, and un-
surpassed customer service. We have introduced more
new and innovative products recently than ever before in
our history. These, in combination with our standard lines,
comprise the most comprehensive and technologically
advanced thread and cutting tool product line in the world.

EMUGE Tools are designed and engineered for use
today... and in future. Whether your application
requirements are general purpose or high tech, we
can find the right thread cutting solution for you.

We can recommend the appropriate tool, monitor initial
product tests, provide installation assistance, and offer
product support services through-out our relationship with
you. That promises to be a very long time because our
customer relationship tend to be a long term. We’re proud
of that.

We have a slogan —
EMUGE Finds Success In Yours.
Let’s work together for that success.

Changes of any kind, or printing errors regarding technical details, do not justify any claims. All pictures are without obligation.
Reprinting of text or pictures, or extracts thereof, is not allowed without our prior permission.

EMUGE Corp.
1800 Century Drive - West Boylston, MA 01583-2121
(508)-595-3600 Phone - (508) 595-3650 Fax - (800) 323-3013 Toll Free

www.emuge.com - emuge@emuge.com
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E M UE E Helical Thread-Forming

The EMUGE Punch Tap for thread production in Aluminum and similar materials is a faster alternative for mass production environments.
Thanks to its innovative, very short motion process, it establishes an entirely new dimension of productivity.

A comparison between the tool path of the EMUGE Punch Tap with the tool path of conventional taps or roll form taps shows that the path of the
PunchTap is approximately 15 times shorter for a thread M6 with thread depth of 15 mm.

The result is a significant time savings of up to 75% in a threading cycle.

Contact Emuge for more information about this revolutionary concept.
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Process Description E M U G E

PunchTap

Punch (Plunge) Thread-forming Retraction
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Motion process
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Conventional taps or roll form taps

I

"T
X

q

AAUAUUAAN

UCUUAORL)

Entering workpiece = Threading operation Retraction

Conventional taps or roll form taps

» Punch Tap - the shortest way

Tool path

Conventional taps or roll form taps

Punch Tap - the shortest way

Time consumption

The EMUGE PunchTap achieves a time saving of up to 75% in a threading cycle thanks to its shorter tool paths.

==



E M UE E Conversion of American Units into SI Units

American units into Sl units Sl units into American units
Length
1 inch (in) =254 mm =254 cm 1 millimeter (mm) =0.03937 in
1 foot (ft) =12in =0.3048 m 1 centimeter (cm) =10mm =0.3937in
1 yard (yd) =3ft =0.9144m 1 meter (m) =100 cm = 3.2808 ft = 1.0936 yd
1 statute mile =1760yd =1.60934 km 1 kilometer (km) =1000m =0.62137 statute mile
Area
1in2 =645.16 mm2 =6.4516 cm? 1 mm2 =0.00155in2
1 ft2 =144 in? =0.0929 m? 1.cm? =100 mm2 =0.155in2
1yd2 =9ft2 =0.8361 m? 1 m2 = 10000 cm? = 10.7642 ft2 = 1.196 yd?
1 mile2 = 2.590 km2 1 km2 =106 m2 =0.3861 mile2
Volume
1in3 =16387.064 mm3 =16.387 cm3 1 mm3 =0.000061 in3
1 ft3 =1728in3 =0.0283 m3 1cm3 =1000 mm3 =0.06101in3
1yd3 =27 ft3 =0.765m3 1m3 =106 cm3 = 35.3146 t3 = 1.3080 yd3
1 Quart / US =1/4 gal =0.946 | 1 Liter () =1dm3 =0.2642 gal /US = 2.11 US pt
1 gallon (gal) / US =4 quarts =3.7841 11 =1.761 UK pt
1 gallon (gal) / UK =4546|
1 US pint (pt) =0.8327 UK pt =0.4731
1 UK pt =1.201 US pt =0.568 |
1 barrel / US (Qil) =42 gal =158.98 1
1 barrel / UK =36 gal =163.66 |
Weight
1 ounce (02) =16 drams =28.35¢g 1 gram (g) =0.03527 oz
1 pound (Ib) =160z =453.592 ¢ 1 kilogram (kg) =1000¢ =2.20462 Ib
1 short ton / US =0.907t 1 ton (f) =1000 kg =1.1025 short tons / US
1 long ton / UK =1.016t 1ton (f) =1000 kg =0.984 long tons / UK
Force
1 pound force (Ibf) =4.448 N 1 Newton (N) =0.2248 Ibf
Pressure/Tensile strength
1 Ibf/ft2 =47.8803 Pa 1 Pascal (Pa) =106 N/mm2 =0.02089 Ihf/ft2
1 Ibf/in2 =6.89476 kPa =6.895 - 10-3 N/mm?2 1 N/mm2 =0.1 bar =145 psi
1 psi (pound-force per sq.in) = lbwt/in2 =6.895 - 10-3 N/mm?2 1 bar =10 N/mm2 =14.5psi
1 psi =6.895 - 102 bar
Power
1 foot-pounds per second (ft Ib/s) =1.356W | 1 Watt (W) =1J/s=1Nm/s =0.7376 ft Ib/s
Energy/Torque
1 foot pound-force (ft-Ibf) =1.356J | 1 Joule (J) =1Nm =0.7376 ftIb
Cutting/Circumferential speed
1 surface feet per minute (SFM) =0.3048 m/min | 1 m/min =3.2808 SFM

Cutting/Circumferential speed

in degree Fahrenheit (°F)

= 9/5 Temp.[°C]+32

| in degree Celsius (°C)

= (Temp.[°F]-32) - 5/

e
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Taps
with reinforced shank

Taps
with reduced shank

Taps
with internal chip collector

Rekord 1 Rekord 2 Robust 2X
Enorm 1 Enorm 2
DIN Length DIN Length DIN Length DIN Length DIN Length DIN Length
ANSI Shank DIN Shank ANSI Shank DIN Shank ANSI Shank DIN Shank
Page

m 22-32 22-32 33
m 38-48 38-48 49
e 2
_ 59-75 59 -75 76
_ 82-92 82-92 93-94
.
s ®
6 101 102 - 105 106

NPT
119-120 119-120
121-123 121 -123
124 -125 124 - 125
126 - 127 126 - 127

LK-M 129 - 130 129 - 130

Page
Taper Reamers 1:16 E For tapered threads 118
—_—
E
=
Tapping Fluid ‘i' = Fv 131
=
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Taps EMUGE

Taps Taps with long flutes Short Tapered
with extra long shank and long shank taps taps

l! | F Ii

Rekord 1/2-LS Rekord 2-LF3 Rekord Rekord

Enorm 1/2-LS Rekord 2-LF4 Enorm Enorm
Extra Length Extra Length ANSI Length Extra Length ANSI Length DIN Length
DIN Shank DIN Shank ANSI Shank ANSI Shank ANSI Shank DIN Shank
Page

NPSM/NPSC

Rp (Bspp)

107 - 108 109 - 111 NPT

112 113-115 NPTF

116 - 117 Rc (BsPT)
STI-UNC

STI-UNF

STI-M

LK-UNC

LK-UNF

Page

Special Shank Extensions and Accessories 132 - 140

EF-Drill C - Chamfer Drills 90° E= 412
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E M u E E Taps with Special Tolerance

TV I

Rekord Rekord Rekord Rekord Rekord Rekord Rekord Rekord Rekord Rekord Rekord Rekord Rekord
B-STEEL-L B-VA B-VA B-AL B-AERO B-Z-PM B-Z-PM B-Z-IKZN  B-Z-IKZN C-TI C-Tl C-NI-PM D-TI
NT GLT-1 GLT-8 NT TIN-70 GLT-1 PM-TIN-70 PM-GLT-1 NT2 TICN TICN NT2

I g
Page
3B 34 23
3B
Oversize 34 23
3B 50 39
3BX 41 44 41, 51 41 42 41, 51
Oversize 50 39
3
3BX
1SO 3/6G 59 61
6GX 71 71 71 71
76G 59 61
1SO 3/6G 82

L

25 28 25,35 25 26 25,35

L

119 119 119
X 120

121 121 121

Rekord Rekord Enorm Enorm Enorm Enorm Enorm Enorm Enorm Enorm Enorm Enorm Robust
D-TI DF-NI-PM STEEL STEEL VA VA AL AL/E Z/E Z/E Z/E Z/E-IKZ 2X-VA
TICN TICN TIN NE2 GLT-1 GLT-8 GLT-8 TIN GLT-1 GLT-1 NE2

U g
Page

3B 22 23,35 23 24 37 37 30 31

3BX 25 26 33
Oversize 35 24

3B 38 39, 51 39 40 53 53 46 47

3BX 41 42 49
Oversize 51 40

3B 55 55

3BX 58
1SO 3/6G 60 61 73

6GX

7G 61 61
1SO 3/6G 91

3B 119 120 120 120

3B

%

STI-UNC

|

STI-UNF

122

S

L

STI-UNC

|

121 123 123 123
STI-UNF

3B. 122

>

o
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Taps with Internal Goolant Supply
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Rekord Rekord Rekord Rekord VHM/KHM VHM/KHM Rekord
A-GJV-IKZ  A-GJV/E-IKZ A-GAL/E A-H-IKZ Rekord Rekord A-Z-IKZ
PM-TICN PM-TICN IKZ-TICN TICN A-H-IKZ A-H/E-IKZ TICN
Page
27 27
43 43
63 63 64 67 67 70,77
84 84 85 85 88,95
104
VHM-Rekord Rekord Rekord Rekord Rekord Rekord Enorm
D-GAL/E D-Z-1KZ D-Z/E-IKZ D-Z-BF D-Z/E-BF  D-SPEED-IKZ Z-IKZ
IKZ-TICN TIN TIN IKZ-TIN IKZ-TIN TIN GLT-1
Page
29 29 32 29
45 45 48 45
57
65 72,77 72,77 72 73
89, 95 89 89, 95 90
Rekord Rekord Rekord Rekord Rekord Rekord Rekord
A-GJV-IKZN A-GJV/E-IKZN  A-GAL/E A-H-IKZN A-Z-IKZN A-SPEED A-SPEED/E
PM-TICN PM-TICN IKZN-TICN TICN TICN IKZN-TICN IKZN-TICN
oI
Page
27 31
43 47
63 63 64 67 70 74 74
84 85 85 88 91 91

Rekord
A-Z/E-IKZ
TICN

27
43
70
88

Enorm
Z/E-IKZ
TIN

73
90

Rekord
B-VA-IKZN
TICN

23
39

Rekord
A-SPEED
IKZ-TICN

31
47
74
91

Enorm
Z/E-IKZ
TICN

30
46

Rekord
B-Z-IKZN
PM-TIN-70

28
44
71
89

Rekord

A-SPEED/E
IKZ-TICN

Enorm
2/E-IKZ
GLT-1

30, 31
46, 47

Rekord

B-Z-IKZN
PM-GLT-1

7
89

'

EMUGE
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Rekord Rekord
D-STEEL D-GAL/E
IKZ-TICN IKZ-TICN

22
38
64
Enorm Enorm

SPEED Z-SPEED-X
IKZ-TIN  IKZ-PM-TIN-60

Rekord Rekord

B-Z-SPEED D-VA-IKZN
IKZN-PM-TIN-70 TICN

31

47

75

91
110
114

w

==

EMUGE

Fold-Out Page

This fold-out page is intended to be a guide to the
diverse application ranges, organized according
to material groups.
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Please note:
The cutting speeds (v '_n SFM) listed in the rESpec_tM_a F:Olumns Rekord Rekord Rekord Rekord Rekord Rekord Rekord Rekord Rekord Enorm Enorm Rekord Rekord Rekord
are standard values which have to be adjusted to individual A-STEEL | B-STEEL-L | B-STEEL-L | B-STEEL-L | D-STEEL | D-STEEL/E | D-STEEL | D-STEEL/E | D-STEEL STEEL STEEL B-VA B-VA B-VA
work conditions (material, lubrication, machine etc.). TIN GLT-1 TIN TIN IKZ-TICN TIN NT TIN GLT-1
=YW C/2-3 B/4-5 B/4-5 B/4-5 C/2-3 E/1.5-2 C/2-3 E/1.5-2 C/2-3 C/2-3 C/2-3 B/4-5 B/4-5 B/4-5
R max.2 xd max. 3 xd max.2xd max.2.5xd max. 3 x d
The suitability is marked as follows: Thread Depth e - - Boo S
- Preferred suitable tap and Hole Type HH H E H H
- Suitable tap UNC 2234 2 2 2 g 73
UNF 38,50 38 38 38 50 39
UNEF, UN-8 54 54 54 54 55
YVV = DIN form / threads (chamfer length) M 59,60,78 | 59,80 59 78,80 60, 80 60,61,78 | 60,61,80 | 61,79,81 61,79
MF 82 82,96 96 82 83,96 83 ] 97 83
NPSM/NPSC 98
NPSF 99
Rp (BSPP) 100
G 102 102 102 102 102 103 103 103
NPT
NPTF
ication — i i Rc (BSPT)
Application — Material Hardness Range ) Material Examples = 119,121,124 119,121,124
HRC BHN N/mm SELF-LOCK 126 129 129
Steel materials
Cold-extrusion steels,
1.1 | Construction steels, <180 <600 107071018 /1020 [12L147 16-82 | 16-82 | 49-148 | 49-148 49-148 | 49-148 | 49-148 | 16-82 | 49-148 | 16-82 | 49-148 | 49-148
Free-cutting steels, etc.
Construction steels, i
2.1 | Cementation steels, <22 <235 <800 ASB/T ] 1030-1055 14140/ 16-66 | 16-66 | 33-131 | 33-131 | 16-66 | 16-66 | 33-131 | 33-131 | 33-131 | 16-66 | 33-131 | 16-66 | 33-131 | 33-131
Steel castings, etc.
Cementation steels,
31 |Heat-treatable steels, <31 <295 <1000 414014310 8620 P20 1 H13/ 7-49 7-49 16-82 | 16-82 7-49 7-49 16-82 | 16-82 | 16-82 7-49 16 -82 7-49 | 16-82 | 16-82
Cold work steels, etc.
Heat-treatable steels
’ 4140/ 4340/ 8620/ P20/ H13/
4.1 |Cold work steels, <38 <355 <1200 16 - 66 16 - 66 16 - 66 16 - 66 16 - 66 16 - 66 16 - 66 16 - 66
Nitriding steels, etc. D2 /300M /52100 / M1-M42
High-alloyed steels,
5.1 |Cold work steels, <44 <415 <1400 414074340 18020 | P20 IHIS
Hot work steels, etc.
Stainless steel materials
1.1 [Ferritic, martensitic <29 <280 <950 410/440/440C/17-4 PH 7-33 6 - 66 16 - 66
2.1 |Austenitic <29 <280 <950 303/304/316/316L /321 7-33 6 - 66 16 - 66
3.1 [Austenitic-ferritic (Duplex) <35 <325 <1100 6-49 6-49
4.1 |Austenitic-ferritic heat-resistant (Super Duplex) <39 <370 <1250
Cast materials
: N . 30- 75 100 - 250 Grey cast irons G10-GG40 49 - 148 49 - 148 49 - 148
Cast iron with lamellar graphite (GJL) 757135 250450 — 33131 33131 33131
A h ) 105 - 150 350 - 500 Nodular GGG40-GGG70 33-98 33-98 33-98 33-98 33-98 33-98 16 - 66 33-98 33-98
Cast iron with nodular graphite (GJS) 150 -265 500 =900 3-8 3-8 3-8
. ] ) ) 90 - 120 300 - 400 33-82 33-82 33-82
Castiron with vermicular graphite (6.V) T20-150 | 400-500 Compact graphite fron (Cal) 3366 | 3366 | 33-66
. 70-145 250 - 500 49 - 148 49 - 148 49 - 148
Malleable cast iron (GTMW, GTMB) 150-235 | 500 800 White Tron 33131 | 33131 | 33131
Non ferrous materials
Aluminum alloys
<60 <200 7075
Aluminum wrought alloys <105 <350 6061-T6 / 2024-T4
<165 <550
Aluminum cast alloys Si < 7% 49 - 131 49 - 131 49 -131
.5 [Aluminum cast alloys 7% < Si < 12% 49 - 131 49 - 131 49 - 131
Aluminum cast alloys 12% < Si < 17%
Copper alloys
.1__[Pure copper, low-alloyed copper <120 <400
. Copper-zinc alloys (brass, long-chipping) <165 <550 33-131 66 - 197 33-131 66 - 197 33-131 66 - 197 66 - 197
R Copper-zinc alloys (brass, short-chipping) <165 <550 33-131
i Copper-aluminum alloys (alu bronze, long-chipping) <235 <800 16 - 82 16 - 82 16 - 82 16 - 82
.5 [ Copper-tin alloys (tin bronze, long-chipping) <205 <700 16 - 82 16 - 82 16 - 82 16 - 82 7-33 16 - 82
f Copper-tin alloys (tin bronze, short-chipping) <120 <400 7-33 16 - 82
.7 : <180 <600
8 Special copper alloys YV =5 = 7400
Magnesium alloys
[ 3.1 [Magnesium wrought alloys <150 <500
3.2 [Magnesium cast alloys <150 <500
Synthetics
5 Duroplastics (short-chipping)
¥ Thermoplastics (long-chipping)
4. Fibre-reinforced synthetics (fibre content < 30%)
Fibre-reinforced synthetics (fibre content > 30%)
Special materials
Graphite
Tungsten-copper alloys
Composite materials
Special materials
Titanium alloys
Pure titanium <135 <450 CP1/CP2
o <27 < 265 <900 6ALAV
Titanium alloys =39 =370 =1250
Nickel alloys, cobalt alloys and iron alloys
.1__[Pure nickel <180 <600
.2 ) <31 <29 <1000 Monel 500, 718 Inconel annealed
3 |Vickel-base alloys =19 =475 <1600 718 Inconel
<31 <29 <1000
{5 Cobalt-base alloys =19 <475 =600 Faynes 25
0 Iron-base alloys <46 <445 <1500 Incoloy 925
Hard materials
1.1 44 - 50
1.2 50 - 55
1.3 |High strength steels, hardened steels, hard castings 55 - 60
14 60 - 63
15 63 - 66

14




EMUGE EMUGE EMUGE
- vaAa_— - GG — GJV
r!: ] _|
Rekord Rekord Enorm Enorm Enorm Robust Rekord Rekord Rekord Rekord Rekord Rekord Rekord
B-VA B-VA-IKZN VA VA VA 2X-VA A-GG A-GJV A-GJV-IKZ | A-GJV-IKZN | A-GJV/E |A-GJV/E-IKZ | A-GJV/E-IKZN
TICN TICN NE2 GLT-1 NE2 NT PM-TICN PM-TICN PM-TICN PM-TICN PM-TICN PM-TICN
B/4-5 B/4-5 C/2-3 C/2-3 C/2-3 C/2-3 C/2-3 C/2-3 C/2-3 C/2-3 E/1.5-2 E/1.5-2 E/1.5-2 =YW
max. 3 x dy max. 2.5 x dy max. 1.5 x dy max. 2 x dy max.2xdy | max.2xdy | max.2xdy | max.2xdy | max.2xdy max. 2 x dy
Thread Depth
and Hole Type
1) 1)
23 23,35 23,24 33 UNC
39 39,51 39,40 49 UNF
55 55 55 58 UNEF, UN-8
62,79, 81 62 62,79 76 62 63 63 63 63 63 M
97 83 83 93-94 84 84 84 84 84 85 MF
NPSM/NPSC
NPSF
Rp (BSPP)
103 106 G
NPT
NPTF
Re (BSPT)
STI
129 SELF-LOCK
49 - 148 49 - 148 16 - 82 16 - 82 49 - 148 7-26 1.1
33-131 33-131 16 - 66 16 - 66 33-131 7-20 2.1
16 - 82 16 - 82 7-49 7-49 16 - 82 3-26 3.1 P
16 - 66 16 - 66 16 - 66 3-16 41
5.1
6 - 66 6 - 66 7-33 7-33 16 - 66 3-26 1.1
6 - 66 6 - 66 7-33 7-33 16 - 66 3-26 2.1 M
6-49 6-49 6-49 3.1
4.1
7-33 33-82 49 - 148 49 - 148 49 - 148 49 - 148 49 - 148 49 - 148
7-33 33 - 66 33-131 33-131 33-131 33-131 33-131 33-131
33-98 33-98 16 - 66 16 - 66 33-98 7-26 33-98 33-98 33-98 33-98 33-98 33-98
7-26 - 82 - 82 - 82 - 82 - 82 - 82 K
7-26 - 82 - 82 - 82 -82 -82 -82
7-26 - 66 - 66 - 66 - 66 - 66 - 66
7-33 49 -148 49 - 148 49 - 148 49 - 148 49 - 148 49 - 148
7-33 33-131 33-131 33-131 33-131 33-131 33-131 4
1
2
1
66 - 197 66 - 197 .2
16-82 16-82 5
16-82 16-82 6 | N
8
31 |
32 |
4.1
4.2
43
44
1
.2
13
1
2
:3
1 S
.2
1.1
1.2
1.3 H
14
15

Cutting speed v¢ in SFM - Preferred suitable tap
Cutting speed v, in SFM — Suitable tap

1) Threading in through holes is possible only with external cooling/Iubrication
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EMUGE EMUGE AERO EMUGE
/4 V Ap— GAL 77— _
Li
Rekord Enorm Enorm Rekord Rekord Rekord  |VHM-Rekord Rekord Rekord Rekord Rekord Rekord Rekord
B-AL AL AL/E A-GAL/E A-GAL/E D-GAL/E D-GAL/E D-PVC/E B-AERO C-Tl C-Tl D-TI D-TI
GLT-8 GLT-8 GLT-8 IKZ-TICN | IKZN-TICN | IKZ-TICN IKZ-TICN CRN NT NT2 TICN NT2 TICN
=YYV |B/approx.3| C/2-3 E/1.5-2 E/1.5-2 E/1.5-2 E/1.5-2 E/1.5-2 E/1.5-2 B/ approx. 3 D/4-5 D/4-5 C/2-3 C/2-3
max. 3 x dy max. 2.5 x dy max.2xdy | max.2xdy max. 2 x dy max. 2 X dy max. 3 x dy max. 3 x dy max. 2 X dy
Thread Depth
and Hole Type
1)
UNC 24 24 25 25,35 25 25,35 25
UNF 40 40 4 41,51 4 41,51 4
UNEF, UN-8 56
M 63 63 64 64 64 64 65 65 65 65 65 65
MF
NPSM/NPSC
NPSF
Rp (BSPP)
G
NPT
NPTF
Re (BSPT)
STI 119,121,124 124 119,121 120,122
SELF-LOCK 126 126
1.1
2.1
P 3.1
4.1 7-33 16 - 66 7-33 16 - 66
5.1 3-16 7-33 3-16 7-33
1.1
M[ 21
3.1 3-26 16-49 3-26 16-49
4.1 7-33 3-16 7-33 3-16 7-33
K
49 - 49 - 49 -
49 - 49 - 49 -
49 - 49 - 49 -
49 - 131 49 - 131 49 - 131 49 - 131 49 - 131 49 - 131 131 - 262
.5 49 - 131 49 - 131 49 - 131 131 - 262
33-98 33-98 33-98 98- 197
i 7-33 16 - 82 7-33 16 - 82
N .5 7-33 16-82 7-33 16-82
7 3-16 7-33 3-16 7-33
.8 3-16
[ 31
[ 32
y 33-131
4.
7-33 16-49 7-33 16-49
3-26 7-33 3-26 7-33
3-16 3-26 3-16 3-26
S 3-26 7-33 3-26 7-33
3-26 7-33 3-26 7-33
3-26
3-26 7-33 3-26 7-33
.5 3-26
| 3-26
Al
H 2
4

"> EEE

1) Threading in through holes is possible only with external cooling/Iubrication




EMUGE EMUGE EMUGE
“TILEG__ Y, 7/ Y o A
T 1! 1 1
i 3 1 1 1 1
Rekord Rekord Rekord Rekord Rekord Rekord Rekord Rekord Rekord VHM/KHM VHM/KHM
DF-TILEG C-NI-PM DF-NI-PM A-H A-H A-H-IKZ A-H-IKZN A-H/E A-H/E Rekord Rekord
TICN TICN TICN NT TICN TICN TICN NT TIN A-H-IKZ A-H/E-IKZ
C/2-3 D/4-5 C/2-3 C/2-3 C/2-3 C/2-3 C/2-3 E/1.5-2 E/1.5-2 C/2-3 E/1.5-2 =YW
max. 2 x dy max. 3 x dy max. 2 x dy max. 2 x dy max. 2 x dy max. 2 x dy max. 2 x dy max. 2 x dy
Thread Depth
and Hole Type
1) 1)
26 26 26,36 26,36 27 UNC
42 42 42,52 42,52 43 UNF
56 UNEF, UN-8
66 66 66 67,79 67 67 67 81 81 67 M
85 85 85 85 97 97 85 MF
NPSM/NPSC
NPSF
Rp (BSPP)
103 103 104 G
NPT
NPTF
Re (BSPT)
122 STI
SELF-LOCK
16 - 82 49 -148 49 -148 49 - 148 16-82 49 -148 1.1
16 - 66 33-131 33-131 33-131 16 - 66 33-131 2.1
7-49 16 - 82 16 - 82 16 - 82 7-49 16 - 82 3.1 P
16 - 66 16 - 66 16 - 66 16 - 66 41
16 - 49 16 - 49 5.1
1.1
21 |M
3.1
7-33 7-33 7-33 4.1
33-82 49 - 148 49 - 148 49 - 148 33-82 49 - 148 131 - 262 131 - 262 5
33 - 66 33-131 33-131 33-131 33 - 66 33-131 98 - 197 98 - 197 g
6 - 66 33-98 33-98 33-98 16 - 66 33-98 98 - 197 98 - 197 :
16 - 49 33-82 33 -82 33-82 16 - 49 33-82 66 - 66 - ) K
6-49 33-82 33-82 33-82 16-49 33-82 66 - 66 - !
6-33 33 - 66 33 - 66 33-66 16-33 33-66 66 - 66 - }
33-82 49 - 148 49 - 148 49 - 148 33-82 49 - 148 131 - 262 131 - 262 .
33 - 66 33-131 33 -131 33 -131 33 - 66 33 -131 98 - 197 98 - 197 4.
1
2
66 - 197 66 - 197 .5
66 - 131 66 - 131
1
.2
7-33 16 - 82 16-82 16-82 7-33 16-82 ¥
7-33 16 - 82 16 - 82 16 - 82 7-33 16 - 82 .5
16 - 66 33-98 33-98 33-98 16 - 66 33-98 66 - 131 66 - 131 ! N
3-16 7-33 7-33 7-33 3-16 7-33 16 - 49 16 - 49 N
3-16 3-16 3-26 3-26 .8
31 |
32 |
16 - 82 33-131 33-131 33-131 16-82 33-131 66 - 197 66 - 197 t.;
4.
33-82 33-82 4.3
16 - 49 16 - 49 4.4
33-66 33-66 33-66 33-66 33-66 33-66 66 - 197 66 - 197 1
33-98 33-98 .2
13
1
7-33 7-33 7-33 2
3-26 3-26 3-26 :3
1 S
.2
3-26 3-26 .3
3-26 3-26 .5
3-26 3-26 ]
3-16 3-16 1.1
3-10 3-10 12 H
1.3
14
15

Cutting speed v, in SFM — Preferred suitable tap

Cutting speed v, in SFM — Suitable tap

1) Threading in through holes is possible only with external cooling/Iubrication

==



EMUGE EMUGE
THCUT__ =z
Rekord |VHM-Rekord |VHM-Rekord| Rekord Rekord Rekord Rekord Rekord Rekord Rekord Rekord Rekord Rekord Rekord
A-HCUT-PM | A-HCUT/D | A-HCUT/C A-Z A-Z-IKZ A-Z-IKZN A-Z/E A-Z/E-IKZ |A-Z-IKZ-LF4| B-Z-PM B-Z-PM B-Z-IKZN B-Z-IKZN D-Z
TICN TICN TICN 3) TICN TICN TICN TICN TICN TICN TIN-70 GLT-1 PM-TIN-70 | PM-GLT-1 TIN
=YW C/2-3 D/4-5 C/2-3 C/2-3 C/2-3 C/2-3 E/1.5-2 E/1.5-2 C/2-3 B/4-5 B/4-5 B/4-5 B/4-5 C/2-3
max. 1.5 x dy max. 1.5xdy| max.2xdy | max.2xdy | max.2xdy | max.2xdy | max.2xdy | max.4xdy max. 3 x dy max. 2 X dy
Thread Depth
and Hole Type
1) 1) 1)
UNC 27 27 27 27 27 28 28 28 28
UNF 43 43 43 43 43 44 44 44 44
UNEF, UN-8
M 68 69 69 70 70 70 70 70 77 il il 71 7 72
MF 86 87 87 88 88 88 88 88 95 89 89 89 89 89
NPSM/NPSC
NPSF
Rp (BSPP)
G 101,104 101 101
NPT
NPTF
Re (BSPT)
STI
SELF-LOCK 127,128
a1l 49 -148 49-148 49-148 49-148 49-148 49-148 49 - 148 49 - 148 49 - 148 49 - 148
21 33-131 33-131 33-131 33-131 33-131 33-131 33-131 33-131 33-131 33-131 33-131
P 3.1 16 - 82 16 - 82 16 - 82 16 - 82 16 - 82 16 - 82 16 - 82 16 - 82 16 - 82 16 - 82 16 - 82
4.1 16 - 66 16 - 66 16 - 66 16 - 66 16 - 66 16 - 66 16 - 66 16 - 66 16 - 66 16 - 66 16 - 66
5.1 7-49 7-49 7-49 7-49 7-33
1.1 6 - 66 - 66 6 - 66 - 66
M[ 21 6-66 - 66 6-66 - 66
3.1 6-49 -49 6-49 -49
4.1
49 - 148 49 - 148 49 - 148 49 - 148 49 - 148 49 - 148
33-131 33-131 33-131 33-131 33-131 33-131
33-98 33-98 33-98 33-98 33-98 33-98 33-98 33-98 33-98 33-98 33-98
K 33 -82 33-82 33-82 33-82 33-82 33-82 33-82
33-82 33-82 33-82 33-82 33-82 33-82
33-66 33-66 33-66 33-66 33-66 33-66
49 - 148 49 - 148 49 - 148 49 - 148 49 - 148 49 - 148
33 -131 33-131 33-131 33-131 33-131 33-131
49 - 131 49 - 131 49 - 131 49 - 131 49 - 131 49 - 131 49 - 131 49 - 131 49 - 131 49 - 131 49 - 131
.5 49 - 131 49 - 131 49 - 131 49 - 131 49 - 131 49 - 131 49 - 131 49 - 131 49 - 131 49 - 131 49 - 131
33-98 33-98 33-98 33-98 33-98 33-98 33-98 33-98 33-98 33-98 33-98
X 16 - 98 16 - 98 16 - 98 16 - 98
k 66 - 197 66 - 197 66 - 197 66 - 197
i 16-82 16 - 82 16-82 16 - 82 16 - 82 16 - 82 16 - 82 16 - 82 16 - 82 16 - 82 16 - 82
.5 16 - 82 16-82 16-82 16-82 16-82 16-82 16-82 16 - 82 16 - 82 16 - 82 16 - 82
N | 33-98 33-98 33-98 33-98 33-98 33-98
il 7-33 7-33 7-33 7-33 7-33 7-33
.8
[ 31
[ 32
b 33-131 33-131 33-131 33-131 33-131 33-131
4.
16 - 49 16-49 16-49 16 - 49
S
Al 3-16
H .2 3-10
.3 3-10 3-10
A4 3-7 3-7

1) Threading in through holes is possible only with external cooling/Iubrication
3) Use solid carbide tap VHM-Rekord A-HCUT/D-TICN as No. 1 tap!




EMUGE
P
Rekord Rekord Rekord Rekord Rekord Rekord Rekord Enorm Enorm Enorm Enorm Enorm Enorm Enorm Enorm
D-Z-IKZ | D-Z/E-IKZ | D-Z-BF D-Z-BF D-Z/E-BF | D-Z-IKZ |D-Z-BF-IKZ z /4 z Z-IKZ Z/E Z/E Z/E Z/E
TIN TIN TIN IKZ-TIN IKZ-TIN LF4-TIN LF4-TIN TIN GLT-1 GLT-1 TIN TICN GLT-1
C/2-3 E/1.5-2 C/2-3 C/2-3 E/1.5-2 C/2-3 C/2-3 C/2-3 C/2-3 C/2-3 C/2-3 E/1.5-2 E/1.5-2 E/15-2 E/1.5-2 =YW
max. 2 X dy max. 4 x dy max. 3 X dy
Thread Depth
and Hole Type
29 29 29 29 29 29 29,37 29,37 30 30 UNC
45 45 45 45 45 45 45,53 45,53 46 46 UNF
57 57 57 57 UNEF, UN-8
72 72 72 77 77 72 73 73 73 73 73,81 73 M
89 89 89 90 95 95 90 90,91 90 MF
98 98 NPSM/NPSC
99 99 NPSF
100 100 Rp (BSPP)
105 105 G
NPT
NPTF
Rc (BSPT)
125 120,123,125/ 120,123 120,123,125 STI
127,130 127,128 | SELF-LOCK
16 - 82 49-148 | 49-148 | 49-148 16 - 82 49-148 | 49-148 | 49-148
33-131 | 33-131 | 33-131 | 33-131 | 33-131 | 33-131 | 33-131 16 - 66 33-131 | 33-131 | 33-131 16 - 66 33-131 | 33-131 | 33-131
16 - 82 16 - 82 16 - 82 16 - 82 16 - 82 16 - 82 16 - 82 7-49 16 - 82 16 - 82 16 - 82 7-49 16 - 82 16 - 82 16 - 82
16 - 66 16 - 66 16 - 66 16 - 66 16 - 66 16 - 66 16 - 66 7-33 16 - 66 16 - 66 16 - 66 7-33 16 - 66 16 - 66 16 - 66
7-33 7-33 7-33 7-33 7-33 7-33 7-33
7-33 6 - 66 - 66 - 66 7-33 6 - 66 6 - 66 - 66 1.1
7-33 6 - 66 - 66 - 66 7-33 6 - 66 6 - 66 - 66 21 |M
6-49 -49 -49 6-49 6-49 -49 21
33-98 33-98 33-98 33-98 33-98 33-98 33-98
33-82 33-82 33-82 33-82 33-82 33-82 33-82
49-131 | 49-131 | 49-131 | 49-131 | 49-131 | 49-131 | 49-131 49-131 | 49-131 | 49-131 49-131 | 49-131 | 49-131
49 - 131 49 - 131 49 - 131 49 - 131 49 - 131 49 - 131 49 - 131 49 - 131 49 -131 49 - 131 49 - 131 49 - 131 49 - 131
33-98 33-98 33-98 33-98 33-98 33-98 33-98 33-98 33-98 33-98 33-98 33-98 33-98
16 - 66 16 - 98 16 - 98 16 - 98 16 - 66 16 - 98 16 - 98 16 - 98
66-197 | 66-197 | 66 -197 66-197 | 66-197 | 66 -197
16 - 82 16 - 82 16 -82 16 - 82 16 - 82 16 - 82 16 - 82 16 -82 16 -82 16 -82 16 -82 16 -82 16 - 82
16 - 82 16 - 82 16 - 82 16 - 82 16 - 82 16 -82 16 - 82 16 - 82 16 - 82 16 - 82 16 - 82 16 - 82 16 - 82
16 -49 16 -49 16 - 49 16 -49 16 - 49 16 - 49
<— H
4
. - ) EMUGE 19
Cutting speed v¢ in SFM - Preferred suitable tap [FRANKEN|

Cutting speed v, in SFM — Suitable tap



EMUGE EMUGE
P “SPEFD_
Enorm Enorm Enorm Rekord Rekord Rekord Rekord Rekord Rekord Rekord Rekord Enorm Enorm Enorm
Z/E-IKZ Z/E-IKZ Z/E-IKZ A-SPEED A-SPEED | A-SPEED/E | A-SPEED/E | B-Z-SPEED |B-Z-SPEED-IKZN| D-SPEED |D-SPEED-IKZ | SPEED | Z-SPEED-X |Z-SPEED-X-IKZ
TIN TICN GLT-1 IKZ-TICN | IKZN-TICN | IKZ-TICN | IKZN-TICN | PM-TIN-70 | PM-TIN-70 TIN TIN IKZ-TIN | PM-TIN-60 | PM-TIN-60
=YW E/15-2 | E/15-2 | E/15-2 C/2-3 C/2-3 E/1.5-2 E/1.5-2 B/4-5 B/4-5 C/2-3 C/2-3 C/2-3 C/2-3 C/2-3
max. 3 x dy max.2xdy | max.2xdy | max.2xdy | max.2xdy max. 3 x dy max. 2 x dy max. 3 x dy
Thread Depth
and Hole Type
1) 1)
UNC 30 30,31 31 31 31 31 31 31 32 32
UNF 46 46,47 47 47 47 47 47 47 48 48
UNEF, UN-8
M 73 74 74 74 74 75 75 75 75
MF 90 91 91 91 91 91 91 92 92
NPSM/NPSC
NPSF
Rp (BSPP)
G
NPT
NPTF
Rc (BSPT)
STI
SELF-LOCK
a1l 49-148 | 49-148 | 49-148 131 - 262 131 - 262 131-262 | 131-262 | 131 - 262
21 | 33-131 | 33-131 | 33-131 98 - 197 98 - 197 98-197 | 98-197 | 98-197 | 98-197 98 - 197
P 3.1 16-82 | 16-82 | 16-82 66 - 131 66 - 131 66-131 | 66-131 | 66-131 | 66-131 66 - 131
4.1 16 - 66 16 - 66 16 - 66 33-98 33-98 33-98 33-98 33-98 33-98 33-98
5.1
1.1 6 - 66 6 - 66 - 66 33-82 33-82 33 - 82
M[ 21 6 - 66 6 - 66 - 66 33-82 33-82 33 - 82
i} 6-49 6-49 -49 16 - 66 16 - 66 16 - 66
131-262 | 131-262 | 131-262 | 131 - 262
98 - 197 98 - 197 98 - 197 98 - 197
98 -197 98 - 197 98 - 197 98 - 197 98 - 197 98 - 197 98 - 197 98-197 | 98-197
K 66 - 66 - 66 - 66 - 66 - 131 66 - 131 66-131 | 66-131
66 - 66 - 66 - 66 -
66 - 66 - 66 - 66 -
131-262 | 131-262 | 131-262 | 131-262
98 - 197 98 - 197 98 - 197 98 - 197
66 - 197
66 - 197
66 - 197
49 - 131 49-131 | 49-131 66 - 197 66 - 197 66 - 197 66 - 197 66 - 197 66 - 197 66 - 197 66 - 197 66 - 197
.5 49 -131 49 - 131 49 - 131 66 - 197 66 - 197 66 - 197 66 - 197 66 - 197 66 - 197 66 - 197 66-197 | 66-197
33 -98 33-98 33 -98 66 - 131 66 - 131 66 - 131 66 - 131 66 - 131 66 - 131 66 - 131 66 - 131 66 - 131
) 16 - 98 16 - 98 16 - 98 66 - 131 66 - 131 66 - 131
i 66-197 | 66-197 | 66 - 197 131 - 262
: 16-82 | 16-82 | 16-82
.5 16- 82 16-82 16 - 82
N[ 2
i
.8
[ 31
[ 32
4.
16-49 16-49 16-49
S
Al
H .2
4

0

1) Threading in through holes is possible only with external cooling/Iubrication



EMUGE EMUGE EMUGE
TSTEEFL_ va___ N/
Tapered
Taps
Rekord Rekord Rekord Rekord Rekord Rekord Rekord Rekord Rekord Rekord Rekord
A-STEEL A-STEEL A-VA A-VA-AZ A-VA-AZ D-VA D-VA D-VA-IKZN D-VA-AZ D-VA-AZ D-R10-NI
TIN TIN TIN TICN TIN TICN
C/2-3 C/2-3 C/2-3 C/2-3 C/2-3 C/2-3 C/2-3 C/2-3 C/2-3 C/2-3 C/2-3 =YW
o o o o o o o o o o o Thread Depth
and Hole Type
UNC
UNF
UNEF, UN-8
M
MF
NPSM/NPSC
NPSF
Rp (BSPP)
G
107,109 107,109 109 109 107,110 107,110 110 108,110 108,110 11 NPT
112,113 112,113 112,113 112,113 114 114 114 114 114 115 NPTF
117 116 Rc (BSPT)

STI
SELF-LOCK

7-20 7-20 7-20 7-20 7-20 7-20 7-20 7-20
3-26 3-26 3-26 3-26 3-26 3-26 3-26 3-26
3-16 3-16 3-16
3-26 3-26 3-26 3-26 3-26 3-26 3-26 3-26 1.1
3-26 3-26 3-26 3-26 3-26 3-26 3-26 3-26 -26 21 |M
3-16 3-16 3-16 3-16 3-16 3-16 3-16 -16 3.1
-10 4.1
7-33 7-33
7-33 7-33
7-26 7-26 7-26
7-26 7-26 7-26
7-26 7-26 7-26
7-26 7-26 7-26
7-33 7-33 7-33
7-33 7-33 7-33
7-33
7-33
7-33 7-33
7-33 7-33
3-26 3-26 3-26
3-26 3-26 3-26
3-26 3-26 3-26
3-10
3-10
3-10
=— H
_z

Cutting speed v, in SFM — Preferred suitable tap

Cutting speed v, in SFM — Suitable tap

B ¢




EMUEE Machine Taps HSS Extra

STEEL
DIN Length - ANSI Shank Steel
Overall length acc. to DIN 371, DIN 376 Materials

I I
= = my my
: EE i k k
b O 3 i . G 3
1 ] | |
= st L' | Reinforced Shank
= b [ 1 (No.1-3/)
[
I O i 4 i 4
I I L__|  Reduced Shank = £14
— ("he - 2)

Class of Fit B 2B B | B | 3B
Coating N N | TICN

60°
W Cutting Material HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra |
R15 | R15 | R35 R35 |

Technical Characteristics

Unified C Thread C?f“ B/4-5 | c/2-3 | C/2-3 | C/2-3 | C/2-3
nitiea Goarse Inrea
E/OQ E/Q E/OQ E/OQ E/OQ
ASME B1.1 & ‘ : ‘ :
Thread Depth max. 3 x dy max. 2 X d4 max. 2.5 x di
and Hole Shape i
L
Applications — Material | P (1141 1 | P 1141 | | P{141 | P11381 | P 1131
K 24 ) | K@Fa20) | K @942 | N 22 )| N[22

N 22,245 | | N14-524-5 | N 145245

Tool Identification| BU208400 BU451400 BU979000 BU501000 BU501010

Reinforced Shank

!M Rekord Rekord Rekord Enorm Enorm

; ; Dimens. |1B-STEEL-L 1D-STEEL 1D-STEEL 1-STEEL 1-STEEL
Y T, R e, O L TN (8| TN g KZTN |8 8 g
o dy z z T & £
No. 1 64 1772 0276 0472 0.141 0.110 | 0.0595 | .5000 ° 2 ° 2 ° 2 ° 2
No. 2 56 1772 0276 0472 0141 0.110 | 0.0700 | .5001 ° 2 ° 2 ° 2 ° 2
No. 3 48 1969 0.354 0551 0.141 0.110 | 0.0820 | .5002 ) 2 ° 2 ° 2 ° 2
No. 4 40 2205 0.433 0.709 0.141 0.110 |0.0890 | .5003 ° 2 ° 2 ° 2 ° 2
No. 5 40 2205 0433 0.709 0.141 0.110 | 0.1015 | .5004 ° 3 ° 2 ° 3 ° 3
No. 6 32 2205 0472 0787 0.141 0.110 |0.1110| .5005 ° 3 ° 3 ° 3 ° 3
No. 8 32 2480 0512 0.827 0.168 0.131 | 0.1360 | .5006 ° 3 ° 3 ° 3 ° 3
No.10 24 2756 0591 0984 0.194 0.152 |0.1520 | .5007 ° 3 ° 3 ° 3 ° 3 ° 3
No.12 24 3150 0630 1.142 0.220 0.165 |0.1770| .5008 ° 3 ° 3 ° 3 ° 3
1/4 20 3150 0669 1181 0.255 0.191 | 0.2040 | .5009 ° 3 ° 3 ° 3 ° 3 ° 3
5/16 18 3543 0.787 1378 0.318 0.238 | 0.2610 | .5010 [ 3 o 3 ) 3 ° 3 ° 3
3/8 16 3937 0.866 1.535 0.381 0.286 |[0.3160 | .5011 ° 3 ° 3 ° 3 ° 3 ° 3

Tool Identification | CU208400 CU451400 CU979000 CU501000 CU501010

Reduced Shank !H Rekord Rekord Rekord Enorm Enorm
i P Dimens. |2B-STEEL-L 2D-STEEL 2D-STEEL 2-STEEL 2-STEEL
e o, " e D L ® TN gl TN |8 KzTieN | g g g
0dy s [ ) ) e
16 14 3.937 0.866 — 0.323 0.242 | 0.3680 | .5012 ° 3 ° 3 ° 3 ° 3 ° 3
/2 13 4331 0.984 — 0.367 0.275 | 0.4219 | .5013 ° 3 ° 3 ° 3 ° 3 ° 3
9/16 12 4331  1.024 — 0429 0.322 | 0.4844 | .5014 ° 3 ° 3 ° 3 ° 3
5/8 11 4331  1.063 — 0.480 0.360 | 0.5313| .5015 ° 3 ° 3 ° 3 ° 3 ° 3
3/4 10 4921 1.181 — 0.590 0.442 | 0.6563 | .5016 ° 3 ° 3 ° 3 ° 3 ° 3
/8 9 5512  1.260 — 0.697 0.523 | 0.7656 | .5017 ° 3 ° 3 ° 3 ° 4 ° 4
1 8 6.299 1.417 — 0.800 0.600 |0.8750 | .5018 ° 3 ° 3 ) 3 ° 4
11/8 7 7.087 1.575 — 0.896 0.672 | 0.9843 | .5019 ° 3 ° 3 ° 4
11/4 7 7.087 1.575 — 1.021  0.766 | 1.1094 | .5020 ° 4 ° 4 ) 4
13/8 6 7.874  1.969 — 1.108 0.831 |1.2205| .5021 ° 4 ° 4
1172 6 7.874  1.969 — 1233 0.925 | 1.3386 | .5022 ° 4 ) 4
13/4 5 8.661  2.283 — 1.430 1.072 | 1.5551 | .5023 ° 4 ° 5
2 41/2 9.843 2.559 — 1.644 1.233 | 1.7812 | .5024 [ 4 ° B

22 Ordering Example: BU208400.5000



= Allow 7 days for delivery

Machine Taps HSS Extra E M UG E
Stainless Steel
Materials
N BN BN BN BN BN
i 4 i 4 i 4 i 4
) ) 2 2
2B J 2B J 3B )| Oversize | 2B J 2B | 3B J 3B | | Class of Fit
GLT-1 | TICN GLT-1 | GLT-1 | NE2 J GLT-1 | NE2 | GLT-1 | | Coating
HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | | Cutting Material
R35 | R35 | R | R35 | | Technical Characteristics
B/4-5 | B/45 | B/4-5 | B/4-5 | C/2-3 | C/2-3 | c/2-3 | c/23 || gyvVv
E/Q/P | E/0 | E/Q/P | E/Q/P | E/QO/P | E/O/P | E/Q0/P | E/O0/P | ‘}
max. 3 x d4 max. 2.5 x di Thread Depth
T and Hole Shape
n
P 1.1-41 | P 11-44 1| P 1141 P 1.1-41 | P 11-31 || P 11-41 | P 1131 1| P 1141 Applications — Material
1.1-3.1 J 1.1-3.1 1.1-3.1 1131 | 1.1-2.1 1131 | 1.1-2.1 1.1-3.1
K21 1| K21 1| K21 K 21 ]| K21 K21 1| K21 1| K21
N 22 ) | N2225% ) | N[22 ) | N22 )
BU20C300 BU089300 BU20C310 BU20C344 BU503200 BU50C300 BU503210 BU50C310 Tool Identification
Rekord Rekord Rekord Rekord Enorm Enorm Enorm Enorm
1B-VA 1B-VA-IKZN 1B-VA 1B-VA 1-VA 1-VA 1-VA 1-VA Dimens. Nominal T.PL
GLT-1 8 TICN 8 GLT-1 8 GLT-1 8 NE2 8 GLT-1 8 NE2 8 GLT-1 8 ID Size
= = = = = = = = o dq
[T '™ [T [T '™ [T '™ '™
° 2 ° 2 ° 2 ° 2 ° 2 ° 2| .5000 No. 1 64
° 2 ° 2 [ ) 2 [ ) 2 ° 2 ° 2 5001 No. 2 56
° 2 ° 2 ° 2 ° 2| .5002 No. 3 48
° 2 ° 2 ° 2 ° 2 ° 2 ° 2| .5003 No. 4 40
° 3 ° 3 ) 3 ) 3 ° 3 ° 3| .5004 No. 5 40
° 3 ° 3| ewoos) |3 ° 3 ° 3 [ 3 ° 3| .5005 No. 6 32
° 3 ° 3| Ve |3 ° 3 ° 3 ° 3 ° 3| .5006 No. 8 32
° 3 ° 3 ° 3| Newoss |3 ° 3 ° 3 ° 3 ° 3| .5007 No.10 24
) 3 [ 3 [ ) 8 [ 3 o B ° B .5008 No. 12 24
° 3 ° 3 ° 3 ® (+0050) |3 ° 3 ° 3 ° 3 ) 3| .5009 1/4 20
° 3 ° 3 ° 8 ® (+0050) |3 ° 3 ° 3 ° 3 ) 3| .5010 5/16 18
° 3 ° 3 ° 3 @ (+.0050) |3 ° 3 ° 3 ° 3 ° 3] .5011 3/8 16
CU20C300 CU089300 CU20C310 CU20C344 CU503200 CU50C300 CU503210 CU50C310 Tool Identification
Rekord Rekord Rekord Rekord Enorm Enorm Enorm Enorm
2B-VA 2B-VA-IKZN 2B-VA 2B-VA 2-VA 2-VA 2-VA 2-VA Dimens. Nominal  T.PI.
GLT-1 8 TICN 8 GLT-1 8 GLT-1 8 NE2 8 GLT-1 8 NE2 8 GLT-1 8 ID Size
3 E 3 3 3 3 = = 0 dq
[T TS [T [T ™8 [T T8 ™8
° 3 ° 3 ° 3 @ (+0050) | 3 ° 3 ° 3 ° 8 ° 3| .5012 16 14
° 3 ° 3 ° 3 @ (+.0050) |3 ° 3 ° 3 ° 3 ° 3| .5013 1/2 13
° 3 ° 3 ° 3 ) 3 ° 3 ° 3| .5014 916 12
° 3 ° 3 [ 3 @ (+0050) | 3 ° 3 ° 3 ° 3 ° 3| .5015 5/8 11
° 3 ° 3 o 3 @ (+0050) |3 ° 3 () 3 o 3 ° 3| .5016 3/4 10
° 3 ° 3 ° 3 ° 4 ° 4 ° 4 ° 41 5017 /8 9
° 3 ° 3 ° 3 ° 4 ° 4 ° 4 ° 41 .5018 1 8
° 3 ° 3 ° 4 ° 4 ° 4 ° 41 .5019 11/8 7
° 4 ° 4 ° 4 ° 4 ) 4 ° 41 .5020 11/4 7
° 4 ) 4 ° 4 ° 4 ° 4 ° 41 .5021 13/8 6
° 4 ) 4 ° 4 ° 4 ° 4 ) 41 5022 11/2 6
° 4 ° 4 ° 5 ° 5 .5023 13/4 5
° 4 ° 4 ° B [ 5 .5024 2 4172
o = In stock 1) Tool Identification = BU20C343 =V=E 23




E M UE E Machine Taps HSS Extra
DIN Length - ANSI Shank Stainless Steel Aluminum
Overall length acc. to DIN 371, DIN 376 Materials Wrought Alloys
Iy |
Is = ﬂ‘l - =
b . o ﬁr " "
= st L' | Reinforced Shank
= b [ 1 (No.1-3/)
[
l2 o1 et o1
== = i - —3 L Reduced Shank =4 = =
— ("he - 2)
60° Class of Fit Oversize 2B 2B 3B
Coating GLT-1 GLT-8 GLT-8 GLT-8
Cutting Material HSS Extra HSS Extra HSS Extra HSS Extra
Technical Characteristics R35 R45 R45
T .. ™V C/2-3 B/ approx. 3 C/2-3 C/2-3
nitied Goarse Ihrea
E/Q/P E/OQ E/Q E/Q
ASME B1.1 &
Thread Depth | max. 2.5 x dy max. 3 x d4 max. 2.5 X d
and Hole Shape i
||
Applications — Material | P [1.1-41 N [1.1-4 N 1.1-4 N (1.1-4
1.1-31
K 21
Reinforced Shank Tool Identification| BU50C344 BU20S800 BU50S800 BU50S810
ﬂ Enorm Rekord Enorm Enorm
Nominal T.PL inch Dimens. 1-VA 1B-AL 1-AL 1-AL
Size I lp I3 o dy O i ID GLT-1 é GLT-8 é GLT-8 é GLT-8 é
o dq i i i i
No. 1 64 1772 0276 0472 0141 0.110 | 0.0595 | .5000
No. 2 56 1772 0276 0472 0.141 0.110 | 0.0700 | .5001 ° 2 ° 2 ° 2
No. 3 48 1969 0.354 0551 0.141 0.110 | 0.0820 | .5002
No. 4 40 2205 0433 0.709 0.141 0110 |0.0890| .5003 ° 2 ° 2 ° 2
No. 5 40 2205 0433 0.709 0.141 0.110 | 0.1015| .5004
No. 6 32 2205 0472 0787 0141 0110 |0.1110| .5005 ° 2 ° 2 ° 2
No. 8 32 2480 0512 0.827 0.168 0.131 | 0.1360 | .5006 ° 2 ° 2 ) 2
No. 10 24 2756 0591 0984 0194 0.152 | 0.1520 5007 1) @ (+.0035 | 3 [ 2 [ 2 [ 2
No. 12 24 3150 0.630 1.142 0.220 0.165 | 0.1770 | .5008
1/4 20 3150 0.669 1.181 0.255 0.191 | 0.2040 | .5009 ® (+0050) | 3 ° 2 ° 2 ) 2
5/16 18 3543 0.787 1.378 0.318 0.238 | 0.2610| .5010 @ (+0050) | 3 ° 2 ° 2 ° 2
3/8 16 3.937 0.866 1.535 0.381 0.286 |0.3160 | .5011 @ (+0050) | 3 ° 2 ° 2 ° 2
Tool Identification | CU50C344 CU20S800 CU50S800 CU50S810
Reduced Shank 'ﬂ Enorm Rekord Enorm Enorm
Nominal TPl inch Dimens. 2-VA 2B-AL 2-AL 2-AL
Size I Iy I3 o dy O 2 ID GLT-1 g GLT-8 é GLT-8 é GLT-8 é
0dy e [ [ e
6 14 3.937 0.866 — 0.323 0.242 | 0.3680 | .5012 ® (+0050) |3 ° 3 ° 3 ° 3
/2 13 4331 0.984 — 0.367 0.275 | 0.4219| .5013 @ (+0050) | 3 [ 3 [ 3 [ 3
916 12 4331  1.024 — 0429 0.322 | 0.4844 | .5014
5/8 11 4,331 1.063 — 0.480 0.360 | 0.5313| .5015 ® (+0050) | 3 ° 3 ° 3 ° 3
3/4 10 4921 1.181 — 0.590 0.442 | 0.6563 | .5016 ® (+0050) | 3 ° 3 ° 3 ° 3
/8 9 5512 1.260 — 0.697 0.523 |0.7656 | .5017
1 8 6.299 1.417 — 0.800 0.600 |0.8750 | .5018
11/8 7 7.087 1575 — 0.896 0.672 |0.9843 | .5019
11/4 7 7.087 1.575 — 1.021  0.766 | 1.1094 5020
13/8 6 7.874  1.969 — 1108 0.831 |1.2205 | .5021
1172 6 7.874  1.969 — 1233 0.925 | 1.3386 | .5022
13/4 5 8.661 2.283 — 1.430 1.072 |1.5551 | .5023
2 47/2  9.843 2559 — 1.644 1.233 | 1.7812 5024

4

1) Tool Identification = BU50C343

Ordering Example: BU50C343.5007



Machine Taps issexra. EMIUGE
AERO Tl
Nickel Titanium
Alloys
E | | § | W
3BX 28X | 3BX | 3BX | 2BX | 3BX | 3BX | | Class of Fit
NT NT2 | NT2 | TICN | NT2 | NT2 | TICN | | Coating
HSS Extra HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | | Cutting Material
L5 ) L5 ) L5 ) R15 | R15 | R15 | | Technical Characteristics
B/ approx. 3 D/45 | D/45 | D/45 | c/2-3 | c/2-3 | c/23 || gyvVv
0/P E/Q0/P | E/Q0/P | E/0/P | E/0/P | E/Q0/P | E/O0/P | ‘}
max. 3 x dy max. 3 x dy max. 2 X d4 Thread Depth
T T and Hole Shape
L] L]
41 J P4151 | | P/4151 | P4161 [ P4161 | | P4151 | | Pl4151 | | Applications — Material
N (28 ) 31-41 | 31-41 | 31-41 | 31-41 | 31-41 | 31-41 |
S 23,256 N 24527 | N 24527 @ | N24527 | N 24527 || N24527 || N 24527 |
S 112224 | S 112224 | S 112224 | S 112224 | S 112224 | S 11-22,24
BU206511 BU306001 BU306011 BU309611 BU456001 BU456011 BU459611 Tool Identification
Rekord Rekord Rekord Rekord Rekord Rekord Rekord
1B-AERO 1C-Tl 1C-Tl 1C-Tl 1D-TI 1D-TI 1D-TI Dimens. Nominal T.PL
NT 8 NT2 8 NT2 8 TICN 8 NT2 8 NT2 8 TICN 8 ID Size
El E I I I E 3 0 d
'™ [T [T [T [T '™ '™
° 2 ° 2 ° 2 .5000 No. 1 64
° 2 ° 2 ° 2 ° 2 ° 2 ° 2 5001 No. 2 56
° 2 ° 2 .5002 No. 3 48
° 2 ° 2 ° 2 ) 2 ° 2 ° 2 ° 2| .5003 No. 4 40
° 2 ° 2 ° 2 ° 2 ° 2 .5004 No. 5 40
° 3 ° 3 ° 3 ° 3 ° 3 ° 3 ° 3 5005 No. 6 32
° 3 ° 3 ° 3 ° 8 ° 3 ° 3 ° 3| .5006 No. 8 32
° 3 ° 3 [ 3 ° 3 ° 3 ° 3 ° 3| .5007 No.10 24
) 3 ° 3 ° & ° 3 o & .5008 No. 12 24
° 3 ° 3 ° 3 ° 3 ° 3 ° 3 ) 3| .5009 1/4 20
° 3 ° 3 ° 3 ° 3 ° 3 ° 3 ) 3| .5010 5/16 18
° 3 ° 3 ° 3 ° 3 ° 3 ° 3 ° 3] .5011 3/8 16
CU206511 CU306001 CU306011 CU309611 CU456001 CU456011 CU459611 Tool Identification
Rekord Rekord Rekord Rekord Rekord Rekord Rekord
2B-AERO 2C-TI 2C-TI 2C-TI 2D-TI 2D-TI 2D-TI Dimens. Nominal  T.PI.
NT 8 NT2 8 NT2 8 TICN 8 NT2 8 NT2 8 TICN 8 ID Size
= = 3 3 = = = o dy
™™ [T [T (TS [T T8 ™8
° 3 ° 3 ° 3 ° 3 ° 3 ° 3 ° 3| .5012 16 14
° 3 ° 3 ° 3 ° 3 ° 3 ° 3 ° 3| .5013 1/2 13
° 3 ° 3 ° 3 ° 3 ° 3 ° 3| .5014 916 12
° 3 ° 3 ° 3 ° 3 ° 3 ° 3 ° 3| .5015 5/8 11
° 3 ° 3 ° 3 ° 8 ° 3 ° 3 ° 3| .5016 3/4 10
° 3 ° 3 ° 3 ° 3 ° 3 ° 3| 5017 /8 9
° 3 ° 8 ° 3 ° 8 ° 8 ° 3| .5018 1 8
° 3 ° 3 .5019 11/8 7
° 4 ° 4 .5020 11/4 7
° 4 ° 4 .5021 13/8 6
° 4 ° 4 .5022 11/2 6
° 4 ° 4 .5023 13/4 5
.5024 2 41/2
@ = In stock EMUGE IR

= Allow 7 days for delivery




EMUEE Machine Taps HSSE-PM, HSS Extra

NI H
DIN Length - ANSI Shank Nickel Materials of High
Overall length acc. to DIN 371, DIN 376 Alloys Tensile Strength
[
lz L | B k| B
I
: : il il il il
= st L' | Reinforced Shank
= = [ 1 (No.1-3/)
[
Io O
s — I -3 L Reduced Shank
— ("he - 2)
o0 Class of Fit 3BX 3BX | 2BX | 2BX |
Coating TICN | TICN | NT ] TICN |
Cutting Material HSSE-PM | HSSE-PM | HSS Extra | HSS Extra |
Technical Characteristics Log | R10 |
Uniified C Thread :f?f“ D/4-5 | C/2-3 | C/2-3 | C/2-3
nitied Goarse Ihrea
0/P 0/P E/Q/P E/Q/P
ASME B1.1 & - - -
Thread Depth max. 3 x dy max. 2 X d4 max. 2 X dy
and Hole Shape T T
L | L |
Applications — Material 41 J 41 ] P1131 | | P 1141
N 28 )| N28 ) K 1142 | K142
S 123 11 S123 ) N 24-7 1 | N24-7
S 23256 | S 23256 N @151 ) | N@1i51
Reinforced Shank Tool Identification| BU30J411 BU35J411 BU100501 BU109101
ﬂ Rekord Rekord Rekord Rekord
Nominal  TPI inch Dimens. | 1C-NI-PM 1DF-NI-PM 1A-H 1A-H
Size I lp I3 o dy O 3 D TICN é TICN é NT é TICN é
o dq o i i i
No. 1 64 1772 0276 0472 0.141 0.110 |0.0595 .5000 ° 2
No. 2 56 1772 0276 0472 0.141 0.110 |0.0700 .5001 ° 3 ° 3
No. 3 48 1969 0.354 0551 0.141 0.110 |0.0820 .5002 ° 3
No. 4 40 2205 0433 0.709 0.141 0.110 |0.0890 .5003 ° 2 ° 2 ° 3 ° 3
No. 5 40 2205 0433 0709 0141 0110 |0.1015 .5004 ° 2 ° 2 ) 3
No. 6 32 2205 0472 0787 0141 0110 |0.1110 .5005 ° 3 ° 3 ° 3 ° 3
No. 8 32 2480 0.512 0.827 0.168 0.131 |0.1360 .5006 ° 3 ° 3 ) 3 ) 3
No. 10 24 2756 0591 0984 0194 0.152 |{0.1520 5007 ® 3 ° 3 ° 3 ° 3
No.12 24 3150 0.630 1.142 0.220 0.165 |0.1770 .5008 ° 3
1/4 20 3150 0.669 1.181 0.255 0.191 |0.20402 | .5009 ° 3 ° 3 ° 3 ° 3
5/16 18 3543 0.787 1.378 0.318 0.238 |0.26102 | .5010 ° 3 ° 3 ) 3 ) 3
3/8 16 3.937 0.866 1.535 0.381 0.286 |0.31602 | .5011 ° 3 ) 3 ° 3 ° 3
Tool Identification | CU30J411 CU35J411 CU100501 CU109101
Reduced Shank 'ﬂ Rekord Rekord Rekord Rekord
Nominal TPl inch Dimens. [ 2C-NI-PM 2DF-NI-PM 2A-H 2A-H
Size I Iy I3 o dy O 2 ID TICN g TICN é NT é TICN é
o d e i i o
6 14 3937 0866 — 0323 0.242 |0.36802 | .5012 ° 3 O 3 ° 3 ° 3
1/2 13 4331 0984 — 0367 0.275 |0.42192| 5013 ° 3 ° 3 ° 3 ) 3
916 12 4331 1.024 — 0429 0.322 |0.4844 5014 ° 3 ° 3 ° 3 ° 3
5/8 11 4331 1.083 — 0480 0.360 |0.5313 .5015 ° 3 ° 3 ° 3 ° 3
3/4 10 4921 1.181 — 0590 0.442 |0.6563 .5016 ° 3 ) 3 ° 4 ° 4
/8 9 5512 1260 — 0697 0523 |0.7656 5017 ° 4 ° 4
1 8 6.299 1417 —  0.800 0.600 |0.8750 .5018 ° 4 ° 4
11/8 7 7.087 1575 — 0.896 0.672 |0.9843 .5019
11/4 7 7.087 1.575 — 1.021  0.766 |1.1094 5020
13/8 6 7874 1969 — 1108 0.831 [1.2205 .5021
112 6 7874 1969 — 1.233  0.925 |1.3386 .5022
13/4 5 8.661 2283 — 1.430 1.072 |1.5551 .5023
2 47/2  9.843 2559 — 1.644 1.233 [1.7812 5024

26 Ordering Example: BU30J411.5003



Machine Taps Hss Extra, HSSE-PM = INALJ G E=
H HCUT Z
Materials of High Hardened CNC-Controlled
Tensile Strength Steels Machines
! : k
| ;
|
a 1. (- [ 9
= = 5
" | |} n
i e .
2)
2BX 2BX | 2BX | 2BX | 2BX | 2BX | | Class of Fit
TICN TICN | TICN | TICN | TICN | TICN | | Coating
HSS Extra HSSE-PM | HSS Extra | HSS Extra | HSS Extra | HSS Extra | | Cutting Material
Technical Characteristics
/23 c/23 | c/23 || c/23 )| c/23 || E/5s2 )| YWV
E/Q 0/P | E/QO/P | E/0 | E/0 | E/0 | ‘}
max. 2 X dy max. 1.5 x dy max. 2 X dy max. 2 X dy max. 2 X d4 max. 2 X d4 Thread Depth
T T T T T T and Hole Shape
L | L L L L L
1) —— - = 1) —— 1) ——
P 1.1-41 H 112 P1141 | P1141 | P 1141 | P 1141 Applications — Material
K 1.1-42 K 1.1-42 KA142 | KAi42 ) | K[1142
N 247 N 146,247 | | N 14-6,247 | N 14-6,247 | N 14-6,24-7
N (41,541 N (41 | Ni41 ]| N4 || Ni4i ]
BU959101 BU10J901 BU109401 BU959401 BU219401 BU969401 Tool Identification
Rekord Rekord Rekord Rekord Rekord Rekord
1A-H-IKZ 1A-HCUT-PM 1A-Z 1A-Z-1KZ 1A-Z-IKZN 1A-Z/E-IKZ Dimens. Nominal T.PL
TICN 8 TICN 8 TICN 8 TICN 8 TICN 8 TICN 8 ID Size
E] E} E] I E E o dy
'™ '™ '™ [T '™ '™
.5000 No. 1 64
.5001 No. 2 56
.5002 No. 3 48
° 3 .5003 No. 4 40
[ ) 3 .5004 No. 5 40
° 3 .5005 No. 6 32
) 3 .5006 No. 8 32
° 3 ° 3 ° 3 ° 3 ° 3| .5007 No. 10 24
.5008 No. 12 24
° 3 ° 4 ° 3 ° 3 ° 3 ) 3| .5009 1/4 20
) 3 ° 6 ° 3 ° 3 ° 3 ° 3| .5010 5/16 18
° 3 ° 5 ° 3 ° 3 ° 3 ° 3] .5011 3/8 16
CU959101 Cu10J901 CU109401 CU959401 CU219401 CU969401 Tool Identification
Rekord Rekord Rekord Rekord Rekord Rekord
2A-H-IKZ 2A-HCUT-PM 2A-Z 2A-Z-1KZ 2A-Z-1KZN 2A-2/E-IKZ Dimens. Nominal  TPL
TICN 8 TICN 8 TICN 8 TICN 8 TICN 8 TICN 8 ID Size
] ] ] ] ] 3 0 d
™™ TS ™8 [T T8 ™8
° 3 ° 5 ° 3 ° 3 ° 3 ° 3| .5012 16 14
° 3 ° 5 ° 3 ° 3 ° 3 ° 3| .5013 1/2 13
° 3 ° 3 ° 3 ° 3 ° 3| .5014 916 12
° 3 ° 3 ° 3 ° 3 ° 3| .5015 5/8 11
° 4 ° 4 ° 4 ° 4 ° 41 .5016 3/4 10
° 4 ° 4 ° 4 ° 41 5017 /8 9
° 4 ° 4 ° 4 ° 41 .5018 1 8
.5019 11/8 7
.5020 11/4 7
.5021 13/8 6
.5022 11/2 6
.5023 13/4 5
.5024 2 41/2
® = In stock 1) Threading in through holes is possible only with external cooling/Iubrication EMUGE 27

= Allow 7 days for delivery

2) Increase drill diameter for taps Rekord 1/2A-HCUT-PM-TICN by 0.004 in




EMUEE Machine Taps HSSE-PM, HSS Extra

Z
DIN Length - ANSI Shank CNC-Controlled
Overall length acc. to DIN 371, DIN 376 Machines
[
I3 b b N
lo O
= st L' | Reinforced Shank
= = 1 (No.d-3s)
[
Io O
Hel I — = | Reduced Shank 7
— (716 - 2)
60° Class of Fit 2BX 2BX 2BX 3BX 2BX
Coating TIN-70 GLT-1 TIN-70 GLT-1 TIN
Cutting Material HSSE-PM HSSE-PM HSSE-PM HSSE-PM HSS Extra
Technical Characteristics R15
T .. ™V B/4-5 B/4-5 B/4-5 B/4-5 C/2-3
niriea voarse Inrea
E/Q/P E/Q/P E/Q E/OQ/P E/Q/P
ASME B1.1 &
Thread Depth max. 3 x d4 max. 2 x d4
and Hole Shape Il
||
Applications — Material | P [1.1-5:1 P 1.1-51 P 1151 P 1151 P 2151
1.1-31 1.1-3.1 1.1-31 1.1-3.1 K 212
K21 K 21 K21 K21 N 14-6,24-5
N 1422245 | N 1422245 N 1422245 | N 1422245
S 14 S i S i S A
Reinforce d Shank Tool Identification BU208FO01 BU20A601 BUO88FO1 BU20A611 BU453701
ﬂ Rekord Rekord Rekord Rekord Rekord
Nominal TP inch Dimens. | 1B-Z-PM 1B-Z-PM 1B-Z-IKZN 1B-Z-PM 1D-Z
Sioe W, b ed O Ll m® TN70 (g G| gIPMTNO £ G (g1 TN g
o dq i b ol ol ol
No. 1 64 1.772 0157 0472 0141 0.110 | 0.0595 | .5000
No. 2 56 1772 0177 0472 0141 0.110 |0.0700 | .5001
No. 3 48 1.969 0.197 0551 0.141 0.110 | 0.0820 | .5002
No. 4 40 2205 0236 0709 0.141 0.110 | 0.0890 | .5003 [ 2 ° 2 ° 2 ) 2
No. 5 40 2205 0276 0.709 0.141 0.110 | 0.1015 | .5004 ) 2
No. 6 32 2205 0276 0787 0.141 0.110 |0.1110| .5005 ° 3 ° 3 ° 3 ) 3
No. 8 32 2480 0315 0.827 0.168 0.131 | 0.1360 | .5006 [ 3 [ &) ° 3 [ ) 3
No. 10 24 2756 0394 0984 0194 0.152 | 0.1520 5007 [ 3 ° 3 ) 3 ° 3 ) 3
No. 12 24 3150 0394 1142 0.220 0.165 |0.1770 | .5008
1/4 20 3.150 0512 1181 0.255 0.191 | 0.2040 .5009 ® 3 ° 3 ® 3 ° 3 ) 3
5/16 18 3543 0551 1378 0.318 0.238 | 0.2610 | .5010 [ 4 () 4 ) 4 [ 4 ) 3
3/8 16 3937 0.630 1535 0.381 0.286 |[0.3160 | .5011 ° 4 ° 4 ) 4 ° 4 [ 3
Reduced Shank Tool Identification | CU208FO01 CU20A601 CUO88F01 CU20A611 CU453701
'ﬂ Rekord Rekord Rekord Rekord Rekord
Nominal _ TPL inch Dimens. | 2B-Z-PM 2B-Z-PM 2B-Z-IKZN 2B-Z-PM 2D-Z
Size I I b oed, O | 4 D TN-70 |8 G| g PM-TIN-70 | g G | g TN 8
o dq [ fr ol el ic
16 14 3.937 0.709 — 0.323 0.242 |0.3680 | .5012 ) 4 ° 4 ) 4 o 4 ) 3!
1/2 13 4331 0.787 — 0.367 0.275 | 0.4219 | .5013 ° 4 ° 4 ) 4 ° 4 [ 3
916 12 4331  0.787 — 0.429 0.322 |0.4844 | .5014 ° 4 ° 4 ) 4 ° 4 ) 3
5/8 11 4331 0.866 — 0.480 0.360 | 0.5313| .5015 [ 4 ° 4 [ 4 ° 4 ) 3
3/4 10 4921 0984 — 0.590 0.442 | 0.6563 | .5016 ° 4 ° 4 ) 4 o 4 ) 3
/8 9 5512 1.063 — 0.697 0.523 | 0.7656 | .5017
1 8 6.299 1.181 — 0.800 0.600 |0.8750 | .5018
11/8 7 7.087 1378 — 0.896 0.672 09843 | .5019
11/4 7 7.087 1.378 — 1.021  0.766 | 1.1094 5020
13/8 6 7.874 1575 — 1108 0.831 | 1.2205| .5021
1172 6 7.874 1575 — 1.233 0.925 |1.3386 | .5022
13/4 5 8.661 1.772 — 1.430 1.072 | 1.5551 5023
2 47/2  9.843  1.969 — 1.644 1.233 | 1.7812 5024

28 Ordering Example: BU208F01.5003



Machine Taps

4
CNC-Controlled
Machines

ussexra  =INALIGE

rl
|
2BX | 2BX | 2BX | 2B J 2B J 2B J 2B J 2B | | Class of Fit
TIN J TIN J TIN J TIN J GLT-1 | GLT-1 | TIN Coating
HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | | Cutting Material
R15 | R15 | R15 | R45 | R45 | R45 | R4s | R45 | | Technical Characteristics
c/2-3 | C/2-3 | c/2-3 | c/2-3 | c/2-3 | c/23 || E/152 || E/152 || YWV
E/0 ) E/O/P | E/0 | E/0/P | E/0/P | E/0 | E/0/P | E/0/P | ‘}
max. 2 X d4 max. 3 x d4 Thread Depth
H H and Hole Shape
P@2i151 | P2151 |P@2151 | |PHi141 | P141 | P141 | P141 | | P[141 | | Applications — Material
K 21-2 1| K212 1| K212 ) 1131 ) 1131 | 1131 ) 1121 ) 1131 |
N 146,245 | N 146,245 | N 146,245 | N 146 1| N146 1| N1.46 1| Ni21 1| N1.46 ]
N 21-2,245 | N 21-2245 | N 21-2,24-5 N 21-2,24-5
S i ) | S @ 1| S A ) S i
BU973701 BU523701 BU573701 BU50C400 BU94C400 BU513500 BU513700 Tool Identification
Rekord Rekord Rekord Enorm Enorm Enorm Enorm
1D-Z-1KZ 1D-Z-BF 1D-Z-BF 1-Z 1-Z-1KZ 1-2/E 1-2/E Dimens. Nominal TPL
TIN 8 TIN 8| KZ-TIN | 8 GLT-1 8| GLT-1 8 8 TIN 8 ID Size
El E} E} E] I E E o dy
'™ '™ '™ '™ [T '™ '™
° 2 ° 2| 5000 No. 1 64
° 2 ° 2| .5001 No. 2 56
° 2 ° 2| .5002 No. 3 48
° 2 ) 2 ° 2 ° 2| .5003 No. 4 40
° 2 ° 3 ° 3 ° 3| .5004 No. 5 40
° 3 ° 3 ° 3 ° 3| .5005 No. 6 32
° 3 ° 3 ° 3 ° 3| .5006 No. 8 32
° 3 ° 3 ° 3 ° 3 ° 3 ° 3 ° 3| .5007 No.10 24
° 3 ° 3| .5008 No.12 24
° 3 ° 3 ° 3 ° 3 ° 3 ° 3 ) 3| .5009 1/4 20
° 3 ° 3 ° 3 ° 3 ° 3 ° 3 ) 3| .5010 5/16 18
° 3 ° 3 ° 3 ° 3 ° 3 ° 3 ° 3] .5011 3/8 16
CU973701 CU573701 CU583701 CU503700 CU50C400 CU94C400 CU513500 CU513700 Tool Identification
Rekord Rekord Rekord Enorm Enorm Enorm Enorm Enorm
2D-Z-IKZ 2D-Z-BF 2D-Z-BF 2-7 2-7 2-Z-1KZ 2-2/E 2-1/E Dimens. Nominal  T.PI.
TIN 8 TIN 8| KZ-TIN | 8 TIN 8| 6L 8| GLT-1 8 8 TIN 8 ID Size
3 3 3 E 3 3 3 = 8 dq
™™ TS TS [T ™8 [T T8 ™8
° 3 ° 3 ° 3 ° 4 ° 4 ° 4 ° 41 5012 16 14
° 3 ° 3 ° 3 ° 4 ° 4 ° 4 ° 41 5013 1/2 13
° 3 ° 3 ° 3 ° 4 ° 4 ° 4 ° 41 5014 916 12
° 3 ° 3 ° 3 ° 4 ° 4 ° 4 ° 41 .5015 5/8 11
° 3 ° 3 ° 3 ° 4 ° 4 ° 4 ° 41 .5016 3/4 10
° 3 ° 3 ° 5 ° 51 5017 /8 9
° 3 ° 3 ° 5 ° 5| .5018 1 8
° 3 ° 3 ) 5 ) 5 .5019 11/8 7
° 4 ) 4 ) 5 ) 5 .5020 11/4 7
° 4 ) 5 ) 5 .5021 13/8 6
° 4 ) 5 ° 5 .5022 11/2 6
° 6 ° 6 .5023 13/4 5
° 6 [ 6 .5024 2 41/2
@ = In stock =V=E 29

= Allow 7 days for delivery




E M UE E Machine Taps

DIN Length - ANSI Shank

Overall length acc. to DIN 371, DIN 376

HSS Extra

4
CNC-Controlled
Machines

I m] |
= st L' | Reinforced Shank
= = [ 1 (No.1-3/g)
[
Io O
I I L_|  Reduced Shank
— ("he - 2)
60° Class of Fit 2B 2B 2B ] 2B 3B
Coating TICN GLT-1 | TICN | GLT-1 | GLT-1 |
Cutting Material HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra |
Technical Characteristics R45 | R45 | R45 | R45 | R45 |
T .. Y| E/152 || E/152 || E/152 || E/152 || E/152
niriea voarse Inrea
E/O/P E/O/P E/O E/O E/0/P
ASME B1.1 &
Thread Depth max. 3 x d4
and Hole Shape H
Applications — Material | P (1141 | | P [1.1-41 P 1141 P 1141 P 1141
1.1-31 J 1.1-31 1.1-31 1.1-31 1.1-31
N (1.4-6 1 | N[1.46 1| N146 N 1.4-6 1 | N1.46 )
N 212,245 | N(21-2245 | N 212245 | | N 212,245 | N (212245
S 11 ) | S@H ) | s @% ) | S@H s @5 )
Reinforced Shank Tool Identification | BU519400 BU51C400 BU999400 BU99C400 BU51C410
einiorce a ﬂ Enorm Enorm Enorm Enorm Enorm
Nominal _ TPL inch Dimens. | 1-Z/E 1-2/E 1-Z/E-IKZ 1-Z/E-IKZ 1-2/E
Sioe W, b ed, O L m® TeN |8 e g Ton |@| e |8 6 |8
ody 2 2 2 z 2
No. 1 64 1.772 0.157 0472 0.141 0.110 | 0.0595| .5000
No. 2 56 1772 0177 0472 0141 0.110 | 0.0700 | .5001
No. 3 48 1.969 0.197 0551 0.141 0.110 | 0.0820 | .5002
No. 4 40 2205 0.236 0.709 0.141 0.110 |0.0890 | .5003 [ 2 [ 2 ° 2
No. 5 40 2205 0.276 0.709 0.141 0.110 [ 0.1015 | .5004 [ 3 ° 3 ° 3
No. 6 32 2205 0.276 0.787 0.141 0.110 |0.1110 | .5005 [ 3 ° 3 ° 3
No. 8 32 2480 0.315 0.827 0.168 0.131 |0.1360 | .5006 (] 3] ° 8 ° 3
No.10 24 2756 0394 0984 0194 0.152 | 0.1520 5007 [ 3 ° 3 [ 3 ° 3 ° 3
No.12 24 3150 0.394 1.142 0.220 0.165 [0.1770 | .5008
1/4 20 3150 0512 1181 0.255 0.191 | 0.2040 5009 [ 3 ° 3 ) 3 ° 3 ° 3
5/16 18 3.543 0.551 1.378 0.318 0.238 | 0.2610 | .5010 [ 3 [ 3 ) 3 () 3 [ 3
3/8 16 3937 0.630 1.535 0.381 0.286 |[0.3160 | .5011 [ 3 ° 3 ° 3 ° 3 ° 3
Reduced Shank Tool Identification| CU519400 CU51C400 CU999400 CU99C400 CU51C410
'ﬂ Enorm Enorm Enorm Enorm Enorm
Nominal _ TPL inch Dimens. | 2-Z/E 2-7/E 2-7/E-IKZ 2-7/E-IKZ 2-7/E
e WL ed, O L TeN |8 61 (g Ton |@| er1 |8 6 |3
0 dq z £ = z =
6 14 3.937 0.709 — 0.323 0.242 | 0.3680 | .5012 [ 4 o 4 ® 4 o 4 [ 4
/2 13 4331 0.787 — 0.367 0.275 | 0.4219| .5013 [ 4 ° 4 ) 4 ° 4 ° 4
916 12 4331 0.787 — 0.429 0.322 | 0.4844 | .5014 [ 4 ° 4 [ 4
5/8 11 4331 0.866 — 0.480 0.360 | 0.5313 | .5015 [ 4 ° 4 [ 4 ° 4 ° 4
3/4 10 4921 0.984 — 0.590 0.442 | 0.6563 | .5016 [ 4 o 4 ® 4 ° 4 [ 4
/8 9 5512 1.063 — 0.697 0.523 | 0.7656 | .5017 ° 5 ° 5 [ ) 5 ° 5 ° 5
1 8 6.299 1.181 — 0.800 0.600 | 0.8750 | .5018 [ 3 ° D ) 5 ° B [ 5
11/8 7 7.087 1.378 — 0.896 0.672 |0.9843 | .5019
11/4 7 7.087 1.378 — 1.021  0.766 | 1.1094 .5020
13/8 6 7.874 1.575 — 1.108 0.831 |[1.2205| .5021
1172 6 7.874 1.575 — 1.233 0.925 |1.3386 | .5022
13/4 5 8.661 1.772 — 1.430 1.072 | 1.5551 5023
2 41/2 9.843 1.969 — 1.644 1.233 | 1.7812 .5024

" pE

Ordering Example: BU519400.5003



nss Extra, iSSP =INMILUIUGE

Machine Taps
Z SPEED
CNC-Controlled High-Speed
Machines CuttE E
0 L)
»~ : |
3 3
3B 2BX | 2BX | 2BX 2BX 2BX 2BX Class of Fit
GLT-1 TICN | TICN TICN TIN-70 TIN-70 TIN Coating
HSS Extra HSS Extra | HSS Extra | HSS Extra | HSSE-PM | HSSE-PM HSS Extra Cutting Material
R45 R15 Technical Characteristics
E/15-2 C/2-3 | c/23 || | E/152 | B/4-5 B/4-5 C/2-3 el
) E | E | E | E E E ¢
max. 3 x dy max. 2 X dy max. 2 x dy max. 2 X dy max. 3 x dy max. 2 X d4 Thread Depth
T T T T and Hole Shape
L] L] L] L]
— 1) —— 1) —— —
P 1141 K 1.1-42 K142 | | K(1.1-42 P 1141 | P 1141 P 1.1-41 Applications — Material
1131 | N 1.4-6 N 1.4-6 1| N1.4-6 K 21-2 1| K212 1.1-31
N 146 ) N [1.4-6 1 | N(146 K 21-2
N 212,245 N 1421
S [ J
BU99C410 BW159401 BW179401 BW169401 BW138F01 BW208F01 BU263701 Tool Identification
Enorm Rekord Rekord Rekord Rekord Rekord Rekord
1-Z/E-IKZ 1A-SPEED 1A-SPEED 1A-SPEED/E 1B-Z-SPEED 1B-Z-SPEED 1D-SPEED Dimens. Nominal T.PL
GLT-1 8 IKZ-TICN | 8| IKZN-TICN | §| IKZ-TICN | &| PM-TIN-70 | &| IKZN-PM |8 TIN 8 ID Size
El E I I S| TIN-70 |3 3 o dy
'™ [T [T [T [T [T '™
.5000 No. 1 64
.5001 No. 2 56
.5002 No. 3 48
° 2 ° 2| .5003 No. 4 40
° 3 ) 2| .5004 No. 5 40
° 3 ° 3| .5005 No. 6 32
° & ° 3| .5006 No. 8 32
° 3 ° 3 ° 3 ° 3| .5007 No.10 24
.5008 No. 12 24
° 3 ° 3 ° 3 ° 3 ° 3 ° 3 ° 3| .5009 1/4 20
) 3 ° 3 ° 3 ° 3 ° 4 ° 4 ° 3| .5010 5/16 18
° 3 ° 3 ° 3 ° 3 ° 4 ° 4 ° 3] .5011 3/8 16
CU99C410 CW159401 CW179401 CW169401 CW138F01 CW208F01 CU263701 Tool Identification
Enorm Rekord Rekord Rekord Rekord Rekord Rekord
2-Z/E-IKZ 2A-SPEED 2A-SPEED 2A-SPEED/E 2B-Z-SPEED 2B-Z-SPEED 2D-SPEED Dimens. Nominal  T.PI.
GLT-1 8 IKZ-TICN | 8| IKZN-TICN | §| IKZ-TICN | &| PM-TIN-70 | §| IKZN-PM |8 TIN 8 ID Size
= = 3 3 2| TIN-70 |3 = o dy
™™ [T [T (TS [T [T ™8
° 4 ° 3 ° 3 ° 3 ° 4 ° 4 ° 3| .5012 16 14
° 4 ° 3 ° 3 ° 3 ° 4 ° 4 ° 3| .5013 1/2 13
° 4 ° 3 ° 3 ° 3 5014 916 12
° 4 ° 3 ° 3 ° 3 ° 4 ° 4 ° 3| .5015 5/8 11
° 4 ° 4 ° 4 ° 4 ° 4 ° 4 ° 3| .5016 3/4 10
° 4 ° 4 ° 4 5017 /8 9
° 4 ° 4 ° 4 .5018 1 8
.5019 11/8 7
.5020 11/4 7
.5021 13/8 6
.5022 11/2 6
.5023 13/4 5
.5024 2 41/2
® = In stock 1) Threading in through holes is possible only with external cooling/Iubrication EMUGE 31

= Allow 7 days for delivery




E M UE E Machine Taps

HSS Extra

SPEED
DIN Length - ANSI Shank High-Speed
Overall length acc. to DIN 371, DIN 376 Cutting
i
L
I3 E
lo O
f._
= st L' | Reinforced Shank
= = [ | (No.1-3s)
[
Io O
s — I -3 L__| Reduced Shank
— ("he - 2)
o0 Class of Fit 2BX 2B
Coating TIN TIN
Cutting Material HSS Extra HSS Extra
Technical Characteristics R15 R45
. ™V C/2-3 C/2-3
Unified Coarse Thread & £ .
ASME B1.1
Thread Depth max. 2 x dy max. 3 x d4
and Hole Shape H H
Applications — Material | P [1.1-41 P 1141
1.1-3.1 1.1-3.1
K 21-2 K 21
N 1421 N 1.1-22
R Tool Identification BU293701 BW553700
Reinforced Shank ﬂ P EI.
Nominal T.PL inch Dimens. 1D-SPEED 1-SPEED
Size I Iy I od, O ! D IKZ-TIN | €| KZ-TIN | 8
0dy i i
No. 1 64 1.772 0157 0472 0141 0.110 | 0.0595 | .5000
No. 2 56 1772 0177 0472 0141 0.110 | 0.0700 | .5001
No. 3 48 1969 0197 0551 0.141 0.110 | 0.0820 | .5002
No. 4 40 2205 0236 0.709 0.141 0.110 | 0.0890 | .5003
No. 5 40 2205 0276 0.709 0.141 0.110 | 0.1015 | .5004
No. 6 32 2205 0276 0.787 0.141 0.110 | 0.1110 | .5005
No. 8 32 2480 0315 0.827 0.168 0.131 |0.1360 | .5006
No. 10 24 2756 0.394 0984 0.194 0.152 |0.1520 .5007 [ 3
No. 12 24 3150 0394 1142 0.220 0.165 |0.1770 | .5008
1/4 20 3.150 0512 1181 0.255 0.191 | 0.2040 .5009 [ 3 ° 3
5/16 18 3543 0551 1378 0.318 0.238 |0.2610 | .5010 [ 8 ° 3
3/8 16 3937 0630 1535 0.381 0.286 |0.3160 | .5011 ° 3 ° 3
Tool Identification | CU293701 CW553700
Reduced Shank : ﬂ FeE =
Nominal TPL inch Dimens. | 2D-SPEED 2-SPEED
Size I I b oed, O | D IKZ-TIN | €| IKZ-TIN | 2
0dy el ey
16 14 3.937 0.709 — 0.323 0.242 |0.3680 | .5012 ) 3 ° 4
1/2 13 4331 0.787 — 0.367 0.275 | 0.4219 | .5013 ° 3 ° 4
916 12 4331  0.787 — 0.429 0.322 | 0.4844 | .5014
5/8 11 4331  0.866 — 0.480 0.360 | 0.5313| .5015 [ 3 ° 4
3/4 10 4921 0984 — 0590 0.442 | 0.6563 | .5016 ) 3 ) 4
/8 9 5512 1.063 — 0.697 0.523 | 0.7656 | .5017
1 8 6.299 1.181 — 0.800 0.600 |0.8750 | .5018
11/8 7 7.087 1378 — 0.896 0.672 |0.9843 | .5019
11/4 7 7.087 1.378 — 1.021  0.766 | 1.1094 5020
13/8 6 7.874 1575 — 1108 0.831 | 1.2205| .5021
11/2 6 7.874 1575 — 1233 0.925 |1.3386 | .5022
13/4 5 8.661 1.772 — 1.430 1.072 | 1.5551 5023
2 47/2  9.843  1.969 — 1.644 1.233 | 1.7812 5024

% pE

Ordering Example: BU293701.5007



Machine Taps

DIN Length - ANSI

Shank

Overall length acc. to DIN 376

With internal chip colle

ctor

Stainless Steel
Materials

ussexra  =INALIGE

- — =
] j}fj — A== =7 I': Reduced Shank
o0 Class of Fit 3BX 2)
Coating NE2
Cutting Material HSS Extra
Technical Characteristics
Unified Coarse Thread et —o/28
nitied Goarse Ihrea ‘> p/01)
ASME B1.1 —
Thread Depth max. 1.5 x dq
and Hole Shape T
1 |
Applications — Material P 1141
1121 |
K 1.1-4.2 J
Tool Identification CU803011
Reduced Shank : ﬂ Robust
Nominal  TPL inch _ Dimens. 2X-VA
Size I Ip 0 dy O 2 ID NE2 g
0dy i
3/4 10 4.921 1.181 0.590 0.442 |0.6563 | .5016 ° 5
/8 9 5.512 1.260 0.697 0.523 |0.7656 | .5017 ° 5
1 8 6.299 1.417 0.800 0.600 |0.8750 | .5018 ° B
11/8 7 7.087 1.575 0.896 0.672 10.9843 | .5019 ° 5
11/4 7 7.087 1.575 1.021 0.766 |1.1094 | .5020 ° 6
13/8 6 7.874 1.969 1.108 0.831 | 1.2205| .5021 ° 6
1172 6 7.874 1.969 1.233 0.925 |1.3386 | .5022 ) 6
13/ 5 8.661 2.283 1.430 1.072 | 15551 | .5023 ° 6
2 41/2  9.843 2.559 1.644 1.233 | 1.7812 | .5024 ° 6

The Complete Tool System
Robust 2X-VA Taps when used with a KSN Type
tapping attachment creates the optimal tapping unit!

1) If possible, use paste lubrication, coating both the tool and the walls of the drilled hole.
Lubrication with oil is possible only in the vertical machining of blind holes, if the hole is entirely filled with oil.

2) Class 2B threads may be produced with 3BX taps.

Larger sizes priced upon request. We have experience in making taps as large as 10 inches @ UN.

® = In stock
= Allow 7 days for delivery

B -



EMUEE Machine Taps HSS Extra

STEEL VA
ANSI Length - ANSI Shank Steel Stainless Steel
Materials Materials
It
I3
I O
J EI’ | L[] Reinforced Shank
= [ ] (No.4-3/g)
[}
lo 0O
1lsl 1 o L1 ReducedShank
S | = [ | ("16-3/4)
o0 Class of Fit 2B 2B ) 3B | Oversize |
Coating TIN NT J NT J NT )
Cutting Material HSS Extra HSS Extra | HSS Extra | HSS Extra |
Technical Characteristics
. C?f” B/ 4-5 B/4-5 | B/4-5 | B/4-5 |
Unified Coarse Thread O o E/0/P | E/0/P | £/0/P |
ASME B1.1 s
Thread Depth max. 3 x dy max. 3 x dy
and Hole Shape T T
L] L]
Applications — Material | P (1.1-41 | P11-31 | | P1131 | P1131
K21 ) 1121 ) 1121 ) 1121 )
N 22,245 K21 1| K21 1| K21 )
N 22,256 | | Ni22,256 | | N22,256 |
Tool Identification | AU208400 AU203000 AU203010 AU203044
H Rekord Rekord Rekord Rekord
Nominal T.PI. inch | Dimens. B-STEEL-L B-VA B-VA B-VA
Size I Ip I3 od, O 2 ID TIN é NT é NT é NT é
odq [ i i i
No. 4 40 |17/8 1.88 | 0433 0.709 0.141 0.110 | 0.0890 | .5003 ° 2 ° 2
No. 5 40 11516 1.94 | 0.433 0.709 0.141 0.110 | 0.1015| .5004 ° 3 ° 3
No. 6 32 |2 2.00 | 0472 0.748 0.141 0.110 | 0.1110 .5005 [ 3 ) 3
No. 8 32 |21/8 213 | 0512 0.827 0.168 0.131|0.1360 | .5006 ° 3 ° 3
No. 10 24 |23 238 | 0591 0.945 0.194 0.152 | 0.1520 | .5007 ° 3 ° 3 1) @(+0035) |3
1/4 20 |21/2 250 | 0669 1.142 0.255 0.191 |0.2040 | .5009 ° 3 ° 3 ° 3 ®(+0050) | 3
5/16 18 [223/32 272 |0.787 1299 0.318 0.238 [ 0.2610 | .5010 ° 3 ° 3 ° 3 ©®(+0050) | 3
3/8 16 (21516 2.94 | 0.866 1.378 0.381 0.286 | 0.3160 | .5011 ° 3 ° 3 ° 3 ®(+0050) | 3
16 14 3532 316 [0.866 — 0.323 0.242 [ 0.3680 | .5012 ° 3 ° 3 ° 8 ®(+0050) | 3
1/2 13 |33 338 (0984 — 0367 0.275|0.4219| .5013 ° 3 ° 3 ° 3 ®(+0050) | 3
916 12 |319/32 359 [1.024 — 0429 0.322 | 0.4844 | .5014 ° 3 ° 3
5/8 11 |313/16 3.81 [1.063 — 0480 0.360 |0.5313 | .5015 ° 3 ° 3 ° 3 ®(+0050) | 3
3/4 10 |41/4 425 [1181  — 0590 0.442 | 0.6563 | .5016 ° 3 ° 3

1) Tool Identification = AU203043

The DIN Length - ANSI Shank configuration allows
for added reach capabilities and greater chip clearance.

DIN Length - ANSI Shank .
All ANSI Length - ANSI Shank taps are available
in the popular DIN Length - ANSI Shank style.

34 Ordering Example: AU208400.5003



Machine Taps issea EMILUIGE
TI
Stainless Steel Titanium
Materials
a | a a f
5| il % |
2B J 3B ] Oversize | 2BX | 3BX | 2BX | 3BX | | Class of Fit
NE2 | NE2 | NE2 | NT2 | NT2 NT2 NT2 | | Coating
HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | | Cutting Material
R | R35 | R | L15 ) L15 R15 | R15 | | Technical Characteristics
c/2-3 | c/2-3 | c/2-3 | D/45 | D/45 | C/2-3 | c/23 || gyvVv
E/0/P | E/0/P | E/0/P | E/0/P | E/0/P | E/0/P | E/0/P | ‘}
max. 2.5 X dy max. 3 x d4 max. 2 X d4 Thread Depth
T and Hole Shape
n
P @IS | P @SS | P@ESTTD P @151 ) | P@is1 ) | P@i51 ) | P@IST ) | Applications — Material
1121 | 1121 ) 1121 | 3141 | 3141 | 3141 | 3141 |
K29 | K 2 | K 25 N 24527 | | N'24527 | | N24527 | | N 24527 |
§ 112224 | S 112224 | S 112224 | S 112224
AU503200 AU503210 AU503244 AU306001 AU306011 AU456001 AU456011 Tool Identification
Enorm Enorm Enorm Rekord Rekord Rekord Rekord
VA VA VA C-Tl C-Tl D-TI D-TI Dimens. Nominal TPL
NE2 § NE2 § NE2 g NT2 g NT2 § NT2 g NT2 g ID Size
3 3 3 ] ] E} 3 0d
[T '™ '™ '™ e '™ '™
° 2 ° 2 [ 2 .5003 No. 4 40
° 3 ° 2 ° 2 .5004 No. 5 40
° 3 ° 8 ° 8 .5005 No. 6 32
° 3 ° 3 ° 3 .5006 No. 8 32
) 3 2) @(+.0035) |3 ° 3 ° 8 .5007 No. 10 24
° 3 ° 3 @ (+0050) | 3 ° 3 ° 3 ° 3 ° 3| .5009 1/4 20
o 3 ° 3 ®(+0050) |3 ) 3 ) 3 ° 3 ° 3| .5010 5/16 18
[ 3 [ 3 ®(+0050) |3 ° 3 ° 3 ° 3 [ 3| .5011 3/8 16
° 3 ° 3 ®(+.0050) |3 ° 3 ° 3 ° 8 ° 3| .5012 16 14
° 3 ° 3 ®(+0050) |3 ° 3 ° 3 ° 3 ° 3| .5013 1/2 13
) 3 ° 3 ° 3 .5014 9/16 12
[ 3 ®(+0050 |3 ° 3 ° 3 ° 3 ° 3| .5015 5/8 11
° 3 ° 3 ° 3 .5016 3/4 10
2) Tool Identification = AU503243
@ = In stock EMUGE BRI

= Allow 7 days for delivery




E M UE E Machine Taps

H
Materials of High

HSS Extra

ANSI Length - ANSI Shank ‘
Tensile Strength
It
I3
I O
J EI’ | L[] Reinforced Shank
= [ ] (No.4-3/g)
[}
lo 0O
1lsl 1 o L1 ReducedShank
= - = (716 - 3/4)
o0 Class of Fit 2BX 28X |
Coating NT J TICN |
Cutting Material HSS Extra | HSS Extra |
Technical Characteristics
T T ™V C/2-3 C/2-3 |
niriea Loarse Inrea ‘> E/0/P E/0/P |
ASME B1.1
Thread Depth max. 2 X dy
and Hole Shape i
1|
Applications — Material | P (1181 1 | P [1.1-41
K11-42 | K 1142
N 247 1| N 247
N @451 ) | N@1,51 )
Tool Identification | AU100501 AU109101
!m Rekord Rekord
Nominal T.PI inch Dimens. |  A-H A-H
Size I Ll ed O | D NT g TN 8
0dy [ e
No. 4 40 [17/8 1.88 |0.433 0709 0.141 0.110 | 0.0890 | .5003 ° 3 ° 3
No. 5 40 |11516 1.94 | 0433 0.709 0.141 0.110 | 0.1015| .5004 [ 3 ° 3
No. 6 32 |2 2.00 | 0.472 0.748 0.141 0.110 | 0.1110 .5005 (] 3 ) 3
No. 8 32 |21/8 213 10512 0.827 0.168 0.131 |0.1360 | .5006 [ 3 ° 3
No. 10 24 |238 238 | 0591 0.945 0.194 0.152 | 0.1520 | .5007 [ 3 ° 3
1/4 20 |21/2 2.50 [ 0.669 1.142 0.255 0.191 | 0.2040 | .5009 [ 3 ° 3
5/16 18 |223/32 272 | 0.787 1.299 0.318 0.238 | 0.2610 | .5010 ° 3 ° 3
3/8 16 |21516 294 | 0.866 1.378 0.381 0.286 | 0.3160 | .5011 [ 3 [ 3
16 14 3532 316 [0.866 — 0.323 0.242 [0.3680 | .5012 [ 3 o 3
1/2 13 |33/8 338 10984 — 0367 0.275]04219| .5013 [ 3 ° 3
916 12 [319/32 359 [1.024 — 0429 0.322 |0.4844 | .5014 [ 3 () 3
5/8 11 |313/16 3.81 [1.063 — 0.480 0.360 |0.5313 | .5015 [ 3 ° 3
3/4 10 [41/4 425 [1181 — 0.590 0.442 | 0.6563 | 5016 [ 4 [ 4

*

Ordering Example: AU100501.5003



Machine Taps HSS Extra E M UG E

4
ANSI Length - ANSI Shank ONC-Controlled
Machines
Iy
I3
lp O
J EI’ | L[] Reinforced Shank
= [ ] (No.4-3/g)
[
lo 0O
1lsl 1 o L1 ReducedShank
S | e [ | ("16-3/4)
o0 Class of Fit 2B J 2B | 3B | 3B |
Coating TIN TIN
Cutting Material HSS Extra | HSS Extra | HSS Extra | HSS Extra |
Technical Characteristics R45 | R4s | R45 | R45 |
T .. oYW | ENns52 || E/M52 || E/152 || E/152 |
nitied Goarse Ihrea
E/OQ/P E/OQ/P E/OQ/P E/OQ/P
ASME B1.1 & J J J J
Thread Depth max. 3 x d4
and Hole Shape H
Applications — Material | P (1141 | P 1141 | | P{141 | P1141
1121 ) 1131 ) 1121 1131 )
N 21 1| N14-6 ] | Ni21 || N1.4-6 J
N 21-2,24-5 N 21-2,24-5
S ) S )
Tool Identification| AU513500 AU513700 AU513510 AU513710
H Enorm Enorm Enorm Enorm
Nominal TPl inch | Dimens. Z/E “ Z/E . Z/E “ Z/E “
Size I L I3 ody O ID g w2 g TN e
oy - = 2 2 2
No. 4 40 |17/8 1.88 | 0236 0.709 0.141 0.110 | 0.0890 | .5003 ° 2 ° 2
No. 5 40 |17516 194 | 0276 0709 0.141 0.110|0.1015| .5004 ° 3 ° 3
No. 6 32 |2 2.00 [ 0276 0.748 0.141 0.110 | 0.1110 5005 [ 3 ) 3)
No. 8 32 |27/ 213 | 0315 0.827 0.168 0.131|0.1360 | .5006 ° 3 ° 3
No.10 24 |23/8 238 |0.354 0945 0.194 0.152|0.1520 | .5007 ° 3 ° 3
1/4 20 |22 250 | 0512 1.142 0.255 0.191 [ 0.2040 | .5009 ° 3 ° 3 ° 3 ° 3
5/16 18 |223/32 272 | 0.551 1.299 0.318 0.238 | 0.2610 | .5010 ° 3 ° 3 ° 3
3/8 16 21516 294 | 0.630 1.378 0.381 0.286 | 0.3160 | .5011 ° 3 ° 3 ° 3 ° 3
6 14 3532 316 [0.709 — 0.323 0.242|0.3680 | .5012 ° 4 ° 4 ° 4 ° 4
1/2 13 [33/8 338 (0787 — 0367 027504219 | .5013 ° 4 ° 4 ° 4 ° 4
916 12 [319/32 359 [0.787 — 0429 0.322|0.4844 | .5014 ° 4 ° 4
5/8 11 31316 3.81 [0.866 — 0.480 0.360 | 0.5313 | .5015 ° 4 ° 4
3/4 10 [41/4 425 10984 — 0590 0.442 |0.6563 | 5016 ° 4 ° 4

DIN Length - ANSI Shank .
All ANSI Length - ANSI Shank taps are available
in the popular DIN Length - ANSI Shank style.

The DIN Length - ANSI Shank configuration allows
for added reach capabilities and greater chip clearance.

@ = In stock EMUGE Y4
= Allow 7 days for delivery



EMUEE Machine Taps HSS Extra

STEEL
DIN Length - ANSI Shank Steel
Overall length acc. to DIN 371, DIN 374 Materials

I I
= = my my
: h : ; E
: . 31' i B "
i st L' | Reinforced Shank
= ° [ | (No.0-3s)
h
I O i 4 i 4
== = i - —3 L Reduced Shank =+ o
— (7he - 11/2)

Class of Fit B | B | 2B B | 3B
Coating N | N | TICN

60°
W Cutting Material HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra |
R15 | R15 | R35 R35 |

Technical Characteristics

Unified Fine Thread Cff“ B/4-5 | C/2-3 | C/2-3 | C/2-3 | C/2-3
nitiea rine Inrea
E/OQ E/OQ E/Q E/O E/OQ
ASME B1.1 & 4 : A ‘
Thread Depth max. 3 x d4 max. 2 X d4 max. 2.5 x dq
and Hole Shape T
L
Applications — Material | P (1141 | | P 1141 | | P{141 | P11381 | | P 1131
K 24 ) | K@F42 ) | KAq420) | N 22 )| N[22

N 22,245 | | N14-524-5 | N 145245

Tool Identification| BU208400 BU451400 BU979000 BU501000 BU501010

Reinforced Shank

!M Rekord Rekord Rekord Enorm Enorm
; ; Dimens. |1B-STEEL-L 1D-STEEL 1D-STEEL 1-STEEL 1-STEEL
Y T, R e, O L TN (g TN g KZTN |8 8 g
o dy z z = & £
No. 0 80 1626 0.236 0433 0.141 0.110 | 0.0480 | .5033 ° 2 ° 2 ° 2
No. 1 72 1772 0276 0472 0141 0110 |0.0595| .5034 ° 2 ° 2 ° 2
No. 2 64 1772 0276 0472 0141 0.110 | 0.0730 | .5035 ) 2 ° 2 ° 2
No. 3 56 1.969 0.354 0551 0.141 0110 |0.0827 | .5036 ° 2 ° 2 ° 2
No. 4 48 2205 0433 0.709 0.141 0.110 | 0.0945 | .5037 ° 2 ° 2 ° 2 ° 2
No. 5 44 2205 0.433 0.709 0.141 0.110 |0.1063 | .5038 ° 3 ° 2 ° 3 ° 3
No. 6 40 2205 0472 0.787 0.141 0.110 | 0.1181 5039 ° 3 ° 3 ° 3 ° 3
No. 8 36 2480 0512 0.827 0.168 0.131 | 0.1378 | .5040 ° 3 ° 3 ° 3 ° 3
No.10 32 2756 0512 0984 0.194 0.152 |0.1614 | .5041 ° 3 ° 3 ) 3 ° 3 ° 3
No. 12 28 3150 0.630 1.142 0.220 0.165 |0.1820 | .5042 ° 3 ° 3 ° 3 ° 3
1/4 28 3150 0669 1.181 0.255 0.191 |0.2165| .5043 ° 3 ° 3 ) 3 ° 3 ° 3
5/16 24 3.543 0.669 1.260 0.318 0.238 |0.2717 | .5044 ° 3 ° 3 ° 3 ° 3 ° 3
3/8 24 3937 0709 1535 0.381 0.286 |0.3346 | .5045 [ 4 ° 3 ° 3 ° 3 ° 3

Tool Identification | CU208400 CU451400 CU979000 CU501000 CU501010

Reduced Shank !H Rekord Rekord Rekord Enorm Enorm
; ; Dimens. |2B-STEEL-L 2D-STEEL 2D-STEEL 2-STEEL 2-STEEL
e o, " e D L ® TN gl TN 8 IKeToN |8 F F
0dy [ fr e fr T
/16 20 3.937 0.866 — 0.323 0.242 | 0.3898 5046 ) 3 ° 3 O 3 o 3 ° 3
1/2 20 3.937 0.866 — 0.367 0.275 | 0.4528 5047 ° 3 ° 3 ° 3 ° 4 ° 4
916 18 3.937 0.866 — 0.429 0.322 |0.5118 5048 ) 3 ) 3 ) 4 ) 4
5/8 18 3.937 0.866 — 0.480 0.360 | 0.5709 .5049 ° 3 ° 3 ° 4 ° 4
3/4 16 4331 0.984 — 0.590 0.442 | 0.6890 .5050 ) 4 ) 4 ) 4 ° 4
/8 14 4921 1.024 — 0.697 0.523 |0.8071 .5051 ° 4 ° 4 ° 4
1 12 5512  1.102 — 0.800 0.600 |0.9219 5052 ) 4 ) 4 ) 4
11/8 12 5906 1.181 — 0.896 0.672 | 1.0433 .5053 ° 4 ° 4
11/4 12 5906 1.181 — 1.021  0.766 | 1.1719 5054 ° 4 ) 5
13/8 12 6.693 1.299 — 1.108 0.831 | 1.2992 .5055 ° 5 ° 5
11/2 12 6.693 1.299 — 1233 0.925 |1.4173 | .5056 ° 5) ) 6

38 Ordering Example: BU208400.5033



= Allow 7 days for delivery

Machine Taps HSS Extra E M UG E
Stainless Steel
Materials
N BN BN BN BN BN
i 4 i 4 i 4 i 4
) ) 2 2
2B J 2B J 3B )| Oversize | 2B J 2B | 3B J 3B | | Class of Fit
GLT-1 | TICN GLT-1 | GLT-1 | NE2 J GLT-1 | NE2 | GLT-1 | | Coating
HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | | Cutting Material
R35 | R35 | R | R35 | | Technical Characteristics
B/4-5 | B/45 | B/4-5 | B/4-5 | C/2-3 | C/2-3 | c/2-3 | c/23 || gyvVv
E/Q/P | E/0/P | E/O0/P | E/O0/P | E/O0/P | E/O0/P | E/0/P | E/0/P | ‘}
max. 3 x d4 max. 2.5 x di Thread Depth
T and Hole Shape
n
P 1.1-41 | P 11-44 1| P 1141 P 1.1-41 | P 11-31 || P 11-41 | P 1131 1| P 1141 Applications — Material
1131 | 1.1-3.1 1.1-3.1 1131 | 1.1-2.1 1131 | 1.1-2.1 1.1-3.1
K21 1| K21 1| K21 K 21 ]| K21 K21 1| K21 1| K21
N 22 ) | N2225% ) | N[22 ) | N22 )
BU20C300 BU089300 BU20C310 BU20C344 BU503200 BU50C300 BU503210 BU50C310 Tool Identification
Rekord Rekord Rekord Rekord Enorm Enorm Enorm Enorm
1B-VA 1B-VA-IKZN 1B-VA 1B-VA 1-VA 1-VA 1-VA 1-VA Dimens. Nominal T.PL
GLT-1 8 TICN 8 GLT-1 8 GLT-1 8 NE2 8 GLT-1 8 NE2 8 GLT-1 8 ID Size
= = = = = = = = o dq
[T '™ [T [T '™ [T '™ '™
° 2 ° 2 ° 2 ° 2 ° 2 ° 2| 5033 No. O 80
° 2 ° 2 ° 2 ° 2 5034 No. 1 72
° 2 ° 2 ° 2 ° 2 ° 2 ° 2| .5035 No. 2 64
° 2 ° 2 ° 2 ° 2| .5036 No. 3 56
) 2 ° 2 [ ) 2 [ ) 2 ° 2 ° 2 .5037 No. 4 48
° 3 ° 3 ° 3 ° 3 ° 3| .5038 No. 5 44
° 3 ° 3| Ve |3 ° 3 ° 3 ° 3 ° 3| .5039 No. 6 40
° 3 ° 3| Newoss |3 ° 3 ° 3 ° 3 ° 3| .5040 No. 8 36
) 3 ° 3 ° 3| Newoss |3 ° 3 ° 3 ° 3 ° 3| .5041 No. 10 32
° 3 ° 3 ) 3 ° 3 [ 3 5042 No. 12 28
° 3 ° 3 ° 8 ® (+0050) |3 ° 3 ° 3 ° 3 ) 3| .5043 1/4 28
° 3 (] 3 ° 3 @ (+0050) |3 ) 3 ° 3 ° 3 ° 3| .5044 5/16 24
° ° ° 4 @ (+0050) |4 ° 3 ° 3 ° 3 ° 3| .5045 3/8 24
CU20C300 CU089300 CU20C310 CU20C344 CU503200 CU50C300 CU503210 CU50C310 Tool Identification
Rekord Rekord Rekord Rekord Enorm Enorm Enorm Enorm
2B-VA 2B-VA-IKZN 2B-VA 2B-VA 2-VA 2-VA 2-VA 2-VA Dimens. Nominal  T.PI.
GLT-1 8 TICN 8 GLT-1 8 GLT-1 8 NE2 8 GLT-1 8 NE2 8 GLT-1 8 ID Size
3 E 3 3 3 3 3 = o dy
[T TS [T [T ™8 [T T8 ™8
° 3 ° 3 ° 3 ® (+0050) |3 ° 3 ° 3 ° 8 ° 3| .5046 16 20
° 3 ° 3 ° 3 @ (+0050) | 3 [ 4 ° 4 ° 4 ° 41 .5047 1/2 20
° 3 ° 3 ° 4 ° 4 ° 4 ° 41 .5048 916 18
° 3 [ 3 @ (+0050) | 3 ° 4 ° 4 ° 4 ° 41 .5049 5/8 18
° 4 ° 4 ° 4 ° 4 ° 4 ° 41 .5050 3/4 16
° 4 ° 4 ° 4 ° 4 ° 4 ° 41 .b051 /8 14
° 4 ) 4 ) 4 ) 4 ° 4 o 4 .5052 1 12
° 4 ° 4 ° 4 ° 4 ° 4 ° 41 .5053 11/8 12
° 4 ° 4 ° 5 ) 5 ) 5 ° 5| .5054 11/4 12
° 5 ) 5 ° 5 ° 5 ° 5 ° 5| .5055 13/8 12
° 5 ° 5 ° 6 ) 6 ° 6 ° 6| .5056 11/2 12
= In stock 1) Tool Identification = BU20C343 EMUIGE BRIy




E M UE E Machine Taps HSS Extra
DIN Length - ANSI Shank Stainless Steel Aluminum
Overall length acc. to DIN 371, DIN 374 Materials Wrought Alloys
Iy |
Is = ﬂ - - =
b . o ﬁ i{ " "
= st L' | Reinforced Shank
= b [ 1 (No.0-3/s)
[
l2 o1 o1 o1
== = i - —3 L Reduced Shank =4 =4 =
— (The-11/2)
60° Class of Fit Oversize 2B 2B 3B
Coating GLT-1 GLT-8 GLT-8 GLT-8
Cutting Material HSS Extra HSS Extra HSS Extra HSS Extra
Technical Characteristics R35 R45 R45
e T ™V C/2-3 B/ approx. 3 C/2-3 C/2-3
nitried rine fnrea
E/Q/P E/OQ E/OQ E/Q
ASME B1.1 &
Thread Depth | max. 2.5 x dy max. 3 x dy max. 2.5 x dq
and Hole Shape i
1|
Applications — Material | P [1.1-41 N [1.1-4 N 1.1-4 N (1.1-4
1.1-31
K 21
Reinforced Shank Tool Identification| BU50C344 BU20S800 BU50S800 BU50S810
ﬂ Enorm Rekord Enorm Enorm
Nominal T.PL inch Dimens. 1-VA 1B-AL 1-AL 1-AL
Size I lp I3 o dy O i ID GLT-1 é GLT-8 é GLT-8 é GLT-8 é
o dq i ic i i
No. 0 80 1626 0236 0433 0.141 0.110 | 0.0480 | .5033 ° 2 ° 2
No. 1 72 1772 0276 0472 0.141 0.110 | 0.0595 | .5034 ° 2 ° 2
No. 2 64 1772 0276 0472 0.141 0.110 |0.0730 .5035 ) 2 ) 2
No. 3 56 1969 0.354 0.551 0.141  0.110 | 0.0827 | .5036 ° 2 ° 2
No. 4 48 2205 0433 0709 0.141 0.110 | 0.0945 | .5037 ° 2 ) 2
No. 5 44 2205 0433 0709 0141 0110 |0.1063 | .5038 ° 2 ° 2
No. 6 40 2205 0472 0787 0141 0110 |0.1181| .5039 1) @ (+0035 |3 ° 2 ° 2
No. 8 36 2480 0512 0827 0168 0.131 |0.1378 .5040 1) @ (+.0035 | 3 ° 2 ° 2
No. 10 32 2756 0512 0984 0194 0.152 |0.1614| .5041 1) @ (+0035) |3 ° 2 ° 2 ) 2
No.12 28 3150 0.630 1.142 0.220 0.165 | 0.1820 | .5042 ° 2 ° 2
1/4 28 3150 0.669 1.181 0.255 0.191 |0.2165| .5043 @ (+0050) | 3 ° 2 ° 2 ° 2
5/16 24 3.543 0.669 1.260 0.318 0.238 | 0.2717 | .5044 ® (+0050) | 3 ° 2 ° 2 ° 2
3/8 24 3937 0.709 1.535 0.381 0.286 | 0.3346 | .5045 @ (+0050) | 3 [ 3 [ 2 ° 2
Tool Identification | CU50C344 CU20S800 CU50S800 CU50S810
Reduced Shank 'ﬂ Enorm Rekord Enorm Enorm
Nominal TPl inch Dimens. 2-VA 2B-AL 2-AL 2-AL
Size I lp I3 o dy O 2 ID GLT-1 g GLT-8 é GLT-8 é GLT-8 é
0dy e ey [ e
6 20 3.937 0.866 — 0.323 0.242 | 0.3898 | .5046 ® (+0050) | 3 ° 3 ° 3 ° 3
/2 20 3.937  0.866 — 0.367 0.275 | 0.4528 | .5047 @ (+0050) | 4 ° 3 ° 4 ° 4
916 18 3.937 0.866 — 0429 0.322 |0.5118 | .5048 ° 3 ° 4 ° 4
5/8 18 3.937 0.866 — 0.480 0.360 | 0.5709 | .5049 ® (+0050) | 4 ° 3 ° 4 ° 4
3/4 16 4331 0.984 — 0.590 0.442 |0.6890 | .5050 ° 4 ° 4 ° 4
/8 14 4921 1.024 — 0.697 0.523 |0.8071 | .5051
1 12 5512  1.102 — 0.800 0.600 | 0.9219| .5052
11/8 12 5906 1.181 — 0.896 0.672 |1.0433 | .5053
11/4 12 5906 1.181 — 1.021  0.766 | 1.1719 5054
13/8 12 6.693 1.299 — 1108 0.831 [1.2992 | .5055
1172 12 6.693 1.299 — 1233 0925 |1.4173 | .5056

" EE

1) Tool Identification = BU50C343

Ordering Example: BU50C344.5039



Machine Taps issexra. EMIUGE
AERO Tl
Nickel Titanium
Alloys
E | | § | W
3BX 28X | 3BX | 3BX | 2BX | 3BX | 3BX | | Class of Fit
NT NT2 | NT2 | TICN | NT2 | NT2 | TICN | | Coating
HSS Extra HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | | Cutting Material
L5 ) L5 ) L5 ) R15 | R15 | R15 | | Technical Characteristics
B/ approx. 3 D/45 | D/45 | D/45 | c/2-3 | c/2-3 | c/23 || gyvVv
0/P E/Q0/P | E/Q0/P | E/0/P | E/0/P | E/Q0/P | E/O0/P | ‘}
max. 3 x dy max. 3 X dy max. 3 x dy max. 2 X d4 Thread Depth
T T T and Hole Shape
L] L] L]
41 J P4151 | | P/4151 | P[4161 [ P4161 | | P4151 | | Pl4151 | | Applications — Material
N (28 ) 31-41 | 31-41 | 31-41 | 31-41 | 31-41 | 31-41 |
S 23,256 N 24527 | N 24527 @ | N24527 | N24527 || N'24527 || N 24527 |
S 112224 | S 112224 | S 112224 | S 112224 | S 112224 | S 11-22,24
BU206511 BU306001 BU306011 BU309611 BU456001 BU456011 BU459611 Tool Identification
Rekord Rekord Rekord Rekord Rekord Rekord Rekord
1B-AERO 1C-Tl 1C-Tl 1C-Tl 1D-TI 1D-TI 1D-TI Dimens. Nominal T.PL
NT 8 NT2 8 NT2 8 TICN 8 NT2 8 NT2 8 TICN 8 ID Size
El E I I I E 3 0 d
'™ [T [T [T [T '™ '™
° 2 ° 2 ° 2 ° 2 .5033 No. O 80
° 2 ° 2 ° 2 ° 2 5034 No. 1 72
° 2 ° 2 ° 2 .5035 No. 2 64
° 2 ° 2 ° 2 .5036 No. 3 56
° 2 ° 2 ° 2 .5037 No. 4 48
° 2 [ 2 [ 2 .5038 No. 5 44
° 3 ° 3 ° 3 ° 3 .5039 No. 6 40
° 3 ° 3 ° 3 [ 3 5040 No. 8 36
) 3 ° 3 ° & ° & [ 3 o & ° B .5041 No. 10 32
° 3 ) 3 ° 3 [ 3 5042 No. 12 28
° 3 ° 3 ° 3 ° 3 ° 3 ° 3 ) 3| .5043 1/4 28
° 3 ° 3 ° 3 ° 3 ° 3 ° 3 ° 3| .5044 5/16 24
° 4 ° 3 ° 3 o ° 3 ° 3 ° 3| .5045 3/8 24
CU206511 CU306001 CU306011 CU309611 CU456001 CU456011 CU459611 Tool Identification
Rekord Rekord Rekord Rekord Rekord Rekord Rekord
2B-AERO 2C-TI 2C-TI 2C-TI 2D-TI 2D-TI 2D-TI Dimens. Nominal  T.PI.
NT 8 NT2 8 NT2 8 TICN 8 NT2 8 NT2 8 TICN 8 ID Size
= = 3 3 3 = = o dy
™8 [T [T (TS [T T8 ™8
° 3 ° 3 ° 3 ° 3 ° 3 ° 3 ° 3| .5046 16 20
° 3 ° 3 ° 3 ° 3 ° 3 ° 3 ° 3| .5047 1/2 20
o 8 ° 3 ° 3 ° 3 ° 3 [ 3| .5048 916 18
° 3 ° 3 ° 3 ° 3 ° 3 ° 3 ° 3| .5049 5/8 18
° 4 ° 4 ° 4 ° 4 ° 4 ° 4 ° 41 .5050 3/4 16
° 4 ° 4 ° 4 ° 4 ° 4 ° 41 .b051 /8 14
) 4 ° 4 ° 4 ° 4 ) 4 .5052 1 12
° 4 ° 4 .5053 11/8 12
° 4 ° 4 .5054 11/4 12
° 5 ° 5 .5055 13/8 12
° 5 ° 5 .5056 11/2 12
@ = In stock EMUGE R

= Allow 7 days for delivery




EMUEE Machine Taps HSSE-PM, HSS Extra

NI H
DIN Length - ANSI Shank Nickel Materials of High
Overall length acc. to DIN 371, DIN 374 Alloys Tensile Strength
—— i | B 2 | R
I
: : il il il il
= st L' | Reinforced Shank
= = [ | (No.0-3s)
[
Io O
s — I -3 L Reduced Shank
— (7he - 11/2)
- Class of Fit 3BX | 3BX | 2BX | 2BX |
Coating TICN | TICN | NT J TICN |
Cutting Material HSSE-PM | HSSE-PM | HSS Extra | HSS Extra |
Technical Characteristics Log | R10 |
e T ™V D/45 | C/23 | C/23 | C/2-3
nitried rine fnrea
0/P 0/P E/OQ/P E/O0/P
ASME B1.1 & - - -
Thread Depth max. 3 x dy max. 2 X d4 max. 2 X dy
and Hole Shape T T
L | L |
Applications — Material 41 J 41 ] P1131 | | P 1141
N 28 )| N28 ) K 1142 | K 1142
S 123 11 S123 ) N 24-7 1 | N24-7
S 23256 | S 23256 N @1,51 ) | N @151
Reinforced Shank Tool Identification BU30J411 BU35J411 BU100501 BU109101
ﬂ Rekord Rekord Rekord Rekord
Nominal TP inch Dimens. | 1C-NI-PM | | 1DF-NI-PM 1A-H 1A-H
Sioe W, b ed O Lo TeN | g Ten (g NT |8l TIeN |8
o dy T £ & z
No. 0 80 1626 0236 0433 0.141 0.110 |0.0480 .5033 ° 2 ° 2
No. 1 72 1772 0276 0472 0141 0.110 |0.0595 5034 ° 2 ° 2
No. 2 64 1772 0276 0472 0.141 0.110 |[0.0730 .5035 ° 3 [ 3
No. 3 56 1969 0354 0551 0.141 0.110 |0.0827 5036 [ 3 ° 3
No. 4 48 2205 0433 0.709 0.141 0.110 |0.0945 .5037 ° 3 [ 3
No. 5 44 2205 0433 0.709 0.141 0.110 |0.1063 5038 ° 3 ° 3
No. 6 40 2205 0472 0.787 0.141 0.110 |0.1181 .5039 [ B ° 3]
No. 8 36 2480 0512 0827 0.168 0.131 |0.1378 .5040 ° 3 ° 3
No. 10 32 2756 0512 0984 0194 0.152 |0.1614 5041 ° 3 () & ° & () &
No. 12 28 3.150 0.630 1.142 0.220 0.165 |{0.1820 5042 ° 3 ° 3
1/4 28 3150 0.669 1.181 0.255 0.191 |0.21652 | .5043 [ 3 [ 3 [ 3 [ 3
5/16 24 3543 0.669 1.260 0.318 0.238 |0.27172 | .5044 ° 3 ° 3 ° 3 (] 3
3/8 24 3.937 0709 1535 0.381 0.286 |0.33462 | .5045 [ 3 [ [ 4 [ 4
Tool Identification | CU30J411 CU35J411 CU100501 CU109101
Reduced Shank 'ﬂ Rekord Rekord Rekord Rekord
Nominal TPl inch Dimens. [ 2C-NI-PM 2DF-NI-PM 2A-H 2A-H
Size I I ls  ody O I D TCN g TN |8 T g TN (g
g dq e i i i
16 20 3.937 0.866 — 0.323 0.242 |0.38982 | .5046 ° 3 ° 3 o 4 [ 4
/2 20 3.937  0.866 — 0.367 0.275 |0.45282) | .5047 ° 3 ° 3 ° 4 ° 4
916 18 3.937 0.866 — 0.429 0.322 [0.5118 5048 [ 3 ) 3 o 4 L) 4
5/8 18 3.937 0.866 — 0.480 0.360 |0.5709 .5049 ° 3 ° 3 ° 4 ° 4
3/4 16 4331 0984 — 0.590 0.442 |0.6890 5050 [ 4 o 4 ) 4 [ 4
/8 14 4921 1.024 — 0.697 0.523 |0.8071 5051 ° 4 ° 4
1 12 5512 1.102 — 0.800 0.600 |0.9219 .5052 ° 4 o 4
11/8 12 5906 1.181 — 0.896 0.672 [1.0433 5053
11/4 12 5906 1.181 — 1.021  0.766 |1.1719 5054
13/8 12 6.693 1.299 — 1108 0.831 |1.2992 5055
1172 12 6.693 1.299 — 1.233  0.925 [1.4173 .5056

42 Ordering Example: BU30J411.5041



Machine Taps Hss Extra, HSSE-PM = INALJ G E=
H HCUT Z
Materials of High Hardened CNC-Controlled
Tensile Strength Steels Machines
! : ,\
| ¢
|
(-9 i a F [ 9
E E E
" | |} n
i 244 T
2)
2BX 2BX | 2BX | 2BX | 2BX | 2BX | | Class of Fit
TICN TICN | TICN | TICN | TICN | TICN | | Coating
HSS Extra HSSE-PM | HSS Extra | HSS Extra | HSS Extra | HSS Extra | | Cutting Material
Technical Characteristics
/23 c/23 | c/23 || c/23 )| c/23 || E/5s2 )| YWV
E/Q 0/P | E/QO/P | E/0 | E/0 | E/0 | ‘}
max. 2 X dy max. 1.5 x dy max. 2 X dy max. 2 X dy max. 2 X d4 max. 2 X d4 Thread Depth
T T T T T T and Hole Shape
L | L L L L L
1) —— - = 1) —— 1) ——
P 1.1-41 H1.1-2 P1141 | | P1141 | P141 | P 1141 Applications — Material
K 1.1-42 K 1.1-42 KA142 | KAi42 ) | K[1142
N 247 N 146,247 | | N 14-6,247 | N 14-6,247 | N 14-6,24-7
N (41,541 N (41 | Ni41 ]| N4 || Ni4i ]
BU959101 BU10J901 BU109401 BU959401 BU219401 BU969401 Tool Identification
Rekord Rekord Rekord Rekord Rekord Rekord
1A-H-IKZ 1A-HCUT-PM 1A-Z 1A-Z-1KZ 1A-Z-IKZN 1A-Z/E-IKZ Dimens. Nominal T.PL
TICN 8 TICN 8 TICN 8 TICN 8 TICN 8 TICN 8 ID Size
E] E} E] I E 3 o dy
'™ '™ '™ [T '™ '™
.5033 No. O 80
.5034 No. 1 72
.5035 No. 2 64
.5036 No. 3 56
.5037 No. 4 48
.5038 No. 5 44
.5039 No. 6 40
.5040 No. 8 36
) 3 [ ) 3 [ 3 o & ° B .5041 No. 10 32
.5042 No.12 28
) 3 ° 4 ° 3 ° 3 ° 3 ° 3| .5043 1/4 28
° 3 ° 5 ° 3 ° 3 ° 3 ° 3| .5044 5/16 24
° 4 ° B ° 4 ° 4 ° 4| 5045 3/8 24
CU959101 Cu10J901 CU109401 CU959401 CU219401 CU969401 Tool Identification
Rekord Rekord Rekord Rekord Rekord Rekord
2A-H-IKZ 2A-HCUT-PM 2A-Z 2A-Z-1KZ 2A-Z-1KZN 2A-2/E-IKZ Dimens. Nominal  TPL
TICN 8 TICN 8 TICN 8 TICN 8 TICN 8 TICN 8 ID Size
] ] ] ] ] 3 o dq
™™ TS ™8 [T T8 ™8
° 4 ° 5 ° 4 ° 4 ° 4 ° 41 5046 116 20
° 4 ° 5 ° 4 ° 4 ° 4 ° 41 .5047 1/2 20
° 4 ° 4 ° 4 ° 4 ° 41 .5048 916 18
° 4 ° 4 ° 4 ° 4 ° 41 .5049 5/8 18
° 4 ° 4 ° 4 ° 4 ° 41 .5050 3/4 16
° 4 .5051 I8 14
° 4 .5052 1 12
.5053 11/8 12
.5054 11/4 12
.5055 13/8 12
.5056 11/2 12
® = In stock 1) Threading in through holes is possible only with external cooling/Iubrication EMUGE 43

= Allow 7 days for delivery

2) Increase drill diameter for taps Rekord 1/2A-HCUT-PM-TICN by 0.004 in




EMUEE Machine Taps HSSE-PM, HSS Extra

Z
DIN Length - ANSI Shank CNC-Controlled
Overall length acc. to DIN 371, DIN 374 Machines
[
I3 b b N
lo O
= st L' | Reinforced Shank
= 2 [ 1 (No.0-3p)
[
Io O
Hel I — = | Reduced Shank 7
— (The-11/2)
60° Class of Fit 2BX 2BX 2BX 3BX 2BX
Coating TIN-70 GLT-1 TIN-70 GLT-1 TIN
Cutting Material HSSE-PM HSSE-PM HSSE-PM HSSE-PM HSS Extra
Technical Characteristics R15
e T ™V B/4-5 B/4-5 B/4-5 B/4-5 C/2-3
nitried rine fnrea
E/OQ/P E/OQ/P E/OQ E/OQ/P E/OQ/P
ASME B1.1 &
Thread Depth max. 3 x d4 max. 2 x d4
and Hole Shape Il
n
Applications — Material | P [1.1-5:1 P 1.1-51 P 1151 P 1151 P 2151
1.1-31 1.1-31 1.1-3.1 1.1-31 K 21-2
K 21 K (21 K 21 K 21 N 1.4-6,24-5
N 1422245 | N 1422245 N 1422245 | N 1422245
S 14 S i S i S A
Reinforce d Shank Tool Identification BU208FO01 BU20A601 BUO88FO1 BU20A611 BU453701
ﬂ Rekord Rekord Rekord Rekord Rekord
Nominal _ TPL inch Dimens. | 1B-Z-PM 1B-Z-PM 1B-Z-IKZN 1B-Z-PM 1D-Z
Size I Iy I od, O ! D TN-70 | € GU-1 | g PMTIN7O\ 8| G &) TN |8
o dq o o el i i
No. 0 80 1626 0.157 0433 0.141 0.110 | 0.0480 | .5033
No. 1 72 1772 0157 0472 0141 0.110 | 0.0595 | .5034
No. 2 64 1772 0177 0472 0.141 0.110 |0.0730 .5035
No. 3 56 1969 0197 0551 0.141 0.110 | 0.0827 | .5036
No. 4 48 2205 0.236 0.709 0.141 0.110 | 0.0945 | .5037
No. 5 44 2205 0276 0709 0.141 0.110 | 0.1063 | .5038
No. 6 40 2205 0276 0.787 0.141 0.110 | 0.1181 5039
No. 8 36 2480 0315 0.827 0.168 0.131 | 0.1378 | .5040
No. 10 32 2756 0394 0.984 0.194 0.152 |0.1614 | .5041 ° 3 ° B [ ) 3 ° 3 ) &
No. 12 28 3.150 0.394 1142 0.220 0.165 |0.1820 5042
1/4 28 3150 0394 1181 0.255 0.191 |0.2165| .5043 [ 3 () 3 [ 8 [ 8 ) 3
5/16 24 3543 0394 1260 0.318 0.238 |0.2717 | .5044 ° 4 ° 4 ) 4 ° 4 ) 3
3/8 24 3937 0394 1535 0.381 0.286 |0.3346 | .5045 [ 4 [ 4 [ 4 [ 4 [ &
Reduced Shank Tool Identification| CU208FO01 CU20A601 CUO088FO01 CU20A611 CU453701
'ﬂ Rekord Rekord Rekord Rekord Rekord
Nominal _ TPL. inch Dimens. | 2B-Z-PM 2B-Z-PM 2B-Z-IKZN 2B-Z-PM 2D-Z
Size I I b oed, O | D TN-70 | £ GU-1 | g PMTIN-7O\ 8| G g TN |8
o d i i i o i
16 20 3.937 0.512 — 0.323 0.242 | 0.3898 | .5046 ) 4 ° 4 ) 4 o 4 ) 3!
/2 20 3.937 0.512 — 0.367 0.275 | 0.4528 | .5047 ° 4 ° 4 ) 4 ° 4 [ 3
916 18 3.937  0.591 — 0.429 0.322 | 0.5118 | .5048 ° 4 ° 4 ) 4 ° 4 ) 3
5/8 18 3.937  0.591 — 0.480 0.360 | 0.5709 | .5049 [ 4 ° 4 [ 4 ° 4 ) 3
3/4 16 4331 0.669 — 0.590 0.442 | 0.6890 | .5050 ° 4 ° 4 ) 4 o 4 ) 4
/8 14 4921  0.669 — 0.697 0.523 | 0.8071 5051 ° 4 ° 4
1 12 5512 0.787 — 0.800 0.600 |0.9219 | .5052
11/8 12 5906 0.866 — 0.896 0.672 |1.0433| .5053
11/4 12 5906 0.866 — 1.021  0.766 | 1.1719 5054
13/8 12 6.693 0.945 — 1108 0.831 | 1.2992 | .5055
112 12 6.693 0984 — 1233 0925 |1.4173| .5056

44 Ordering Example: BU208F01.5041



Machine Taps

4
CNC-Controlled
Machines

ussexra  =INALIGE

rl
|
2BX | 2BX | 2BX | 2B J 2B J 2B J 2B J 2B | | Class of Fit
TIN J TIN J TIN J TIN J GLT-1 | GLT-1 | TIN Coating
HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | | Cutting Material
R15 | R15 | R15 | R45 | R45 | R45 | R4s | R45 | | Technical Characteristics
c/2-3 | c/2-3 | c/2-3 | c/2-3 | c/2-3 | c/23 || E/152 || E/152 || YWV
E/0 | E/0/P | E/0 | E/O0/P | E/O0/P | E/0 | E/Q0/P | E/O0/P | ‘}
max. 2 X d4 max. 3 x d4 Thread Depth
H H and Hole Shape
Pl2151 || P2151 || P2151 | [P141 | P141 | P{11-41 | P(11-41 | P{1-41 | | Applications — Material
K 21-2 1| K212 1| K212 ] 11-31 ) 1131 | 1131 | 1121 | 1131 |
N 146,245 | N 146,245 | N 146,245 | N 146 1| N146 1| N1.46 1| Ni21 1| N1.46 ]
N 21-2,245 | N 21-2245 | N 21-2,24-5 N 21-2,24-5
S [ ]| S [ 3| S i ) S [
BU973701 BU523701 BU573701 BU50C400 BU94C400 BU513500 BU513700 Tool Identification
Rekord Rekord Rekord Enorm Enorm Enorm Enorm
1D-Z-IKZ 1D-Z-BF 1D-Z-BF 1-Z 1-Z-1KZ 1-Z/E 1-Z/E Dimens. Nominal T.PL
TIN 8 TIN 8| KZ-TIN | 8 GLT-1 8 GLT-1 8 8 TIN 8 ID Size
E E} E} E] I E 3 0 d
[T '™ '™ '™ [T '™ '™
° 2 ° 2| .5033 No. 0 80
° 2 ° 2| .5034 No. 1 72
° 2 ° 2| .5035 No. 2 64
° 2 ° 2| .5036 No. 3 56
° 2 ° 2| .5037 No. 4 48
° 3 ° 3| .5038 No. 5 44
° 3 ° 3| .5039 No. 6 40
° 3 ° 3| .5040 No. 8 36
) 3 ° B [ & ° 8 [ 3 o B ° B 5041 No. 10 32
° 3 [ 3 5042 No. 12 28
° 3 ° 3 ° 3 ° 3 ° 3 ° 3 ) 3| .5043 1/4 28
° 3 ° 3 ° 3 ° 3 ° 3 ° 3 ° 3| .5044 5/16 24
° ° 3 ° 3 o 3 ° 3 ° 3 ° 3| .5045 3/8 24
CU973701 CU573701 CU583701 CU503700 CU50C400 CU94C400 CU513500 CU513700 Tool Identification
Rekord Rekord Rekord Enorm Enorm Enorm Enorm Enorm
2D-Z-1KZ 2D-Z-BF 2D-Z-BF 2-7 2-7 2-Z-1KZ 2-2/E 2-1/E Dimens. Nominal  T.PI.
TIN 8 TIN 8| KZ-TIN | 8 TIN 8 GLT-1 8 GLT-1 8 8 TIN 8 ID Size
= = = 3 = = = = o dy
[T TS TS [T ™8 [T T8 ™8
° 3 ° 3 ° 3 ° 4 ° 4 ° 4 ° 41 5046 16 20
° 3 ° 3 ° 3 ° 5 ° 5 ° 5 ° 51 .5047 1/2 20
° 3 ° 3 ) 5 ) © ° 6 ° 5| .5048 916 18
° 3 ° 3 ° 3 ° 5 ° 5 ° 5 ° 5] .5049 5/8 18
° 4 ° 4 ° 4 ° 5 [ © ° 6 ° 5| .5050 3/4 16
° 4 ° 5 ° 5] .5051 /8 14
o 5 [ 5 5052 1 12
° 5 .5053 11/8 12
) 6 .5054 11/4 12
° 6 .5055 13/8 12
° 6 .5056 11/2 12
o= In stock EMUGE [T

= Allow 7 days for delivery




E M UE E Machine Taps

DIN Length - ANSI Shank

Overall length acc. to DIN 371, DIN 374

HSS Extra

4
CNC-Controlled
Machines

= st L' | Reinforced Shank
= b [ 1 (No.0-3/s)
[
l2
s — I -3 L__| Reduced Shank
— (The-11/2)
o0 Class of Fit 2B 2B 2B ] 2B J 3B
Coating TICN GLT-1 | TICN | GLT-1 | GLT-1 |
Cutting Material HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra |
Technical Characteristics R45 | R45 | R45 | R45 | R45 |
Unified Fine Thread Cif” E/15-2 | E/15-2 | E/15-2 | E/15-2 | E/15-2
nitried rine fnrea
E/O/P E/O/P E/O E/O E/O/P
ASME B1.1 &
Thread Depth max. 3 x d4
and Hole Shape H
Applications — Material | P (1141 | | P [1.1-41 P 1.1-41 P 1.1-41 P 1.1-41
1.1-3.1 J 1.1-3.1 1.1-3.1 1.1-3.1 1.1-3.1
N 1.4-6 1| N(146 1| N146 N 146 1| N(146 )
N 212,245 | N(21-2245 | N 212245 | | N 212,245 | N (212245
S 14 )| S @ | S @ | S A S i )
Reinforced Shank Tool Identification | BU519400 BU51C400 BU999400 BU99C400 BU51C410
ﬂ Enorm Enorm Enorm Enorm Enorm
Nominal  TPI inch Dimens. 1-2/E 1-2/E 1-Z/E-IKZ 1-Z/E-IKZ 1-2/E
Sioe y b ed O i D TeN |8 e g Ton |@| e |8 6 |8
o dy z z z & £
No. 0 80 1626 0.157 0433 0.141 0.110 | 0.0480 | .5033 ° 2
No. 1 72 1772 0157 0472 0141 0.110 | 0.0595 | .5034 ° 2
No. 2 64 1772 0177 0472 0141 0.110 |0.0730 5035 ) 2
No. 3 56 1969 0.197 0551 0.141  0.110 | 0.0827 | .5036 ° 2
No. 4 48 2205 0.236 0.709 0.141 0.110 | 0.0945 | .5037 ) 2
No. 5 44 2205 0.276 0.709 0.141 0.110 | 0.1063 | .5038 ° 3
No. 6 40 2205 0.276 0.787 0.141 0.110 | 0.1181 | .5039 ° 3
No. 8 36 2480 0315 0.827 0.168 0.131 | 0.1378 | .5040 ° 3
No.10 32 2756 0.394 0.984 0.194 0.152 |0.1614 | .5041 ° 3 ° 3 ° 3 ° 3 ) 3
No.12 28 3.150 0.394 1142 0.220 0.165 |0.1820 5042 ° 3
1/4 28 3150 0.394 1.181 0.255 0.191 | 0.2165| .5043 ° 3 ) 3 ° 3 ° 3 ) 3
5/16 24 3.543 0394 1260 0.318 0.238 | 0.2717 | .5044 ° 3 ° 3 ° 3 ° 3 ° 3
3/8 24 3.937 0394 1535 0.381 0.286 | 0.3346 | .5045 ° 3 ° 3 o 3 ° 3 ° 3
Reduced Shank Tool Identification | CU519400 CU51C400 CU999400 CU99C400 CU51C410
'ﬂ Enorm Enorm Enorm Enorm Enorm
Nominal TP inch Dimens. 2-2/E 2-2/E 2-2/E-IKZ 2-7/E-IKZ 2-7Z/E
iy ’ b b od, O i D TeN |8 61 (g Ton |@| er1 |8 6 |3
o dy T & = Z z
16 20 3.937 0.512 — 0.323 0.242 | 0.3898 | .5046 ° 4 ° 4 ° 4 ° 4 ° 4
/2 20 3.937  0.512 — 0.367 0.275 | 0.4528 | .5047 ° 5 ° 5 ° 5 ° 5 ° 5
9/16 18 3.937  0.591 — 0429 0.322 | 05118 | .5048 ° 5 ° 5 ° 6
5/8 18 3.937  0.591 — 0.480 0.360 | 0.5709 | .5049 ° 5 ° 5 ° 5
3/4 16 4,331  0.669 — 0.590 0.442 | 0.6890 | .5050 ° 5 ° 5 ° ©
I8 14 4.921  0.669 — 0.697 0.523 |0.8071 | .5051
1 12 5512 0.787 — 0.800 0.600 |0.9219| .5052
11/8 12 5906 0.866 — 0.896 0.672 |1.0433 | .5053
11/4 12 5906 0.866 — 1.021  0.766 | 1.1719 5054
13/8 12 6.693 0.945 — 1.108 0.831 |1.2992 | .5055
1172 12 6.693 0.984 — 1233 0925 |1.4173 | .5056

o EE

Ordering Example: BU519400.5041



nss Extra, iSSP =INMILUIUGE

Machine Taps
Z SPEED
CNC-Controlled High-Speed
Machines CuttE E
0 L)
»~ s :
3 3
3B 2BX | 2BX | 2BX 2BX 2BX 2BX Class of Fit
GLT-1 TICN | TICN TICN TIN-70 TIN-70 TIN Coating
HSS Extra HSS Extra | HSS Extra | HSS Extra | HSSE-PM | HSSE-PM HSS Extra Cutting Material
R45 R15 Technical Characteristics
E/15-2 C/2-3 | c/23 || | E/152 | B/4-5 B/4-5 C/2-3 el
) E | E | E | E E E ¢
max. 3 x dy max. 2 X dy max. 2 x dy max. 2 X dy max. 3 x dy max. 2 X d4 Thread Depth
T T T T and Hole Shape
L] L] L] L]
— 1) —— 1) —— —
P 1141 K 1.1-42 K142 | | K(1.1-42 P 1141 | P 1141 P 1.1-41 Applications — Material
1131 | N 1.4-6 N 1.4-6 1| N1.4-6 K 21-2 1| K212 1.1-31
N 146 ) N [1.4-6 1 | N(146 K 21-2
N 212,245 N 1421
S [ J
BU99C410 BW159401 BW179401 BW169401 BW138F01 BW208F01 BU263701 Tool Identification
Enorm Rekord Rekord Rekord Rekord Rekord Rekord
1-Z/E-IKZ 1A-SPEED 1A-SPEED 1A-SPEED/E 1B-Z-SPEED 1B-Z-SPEED 1D-SPEED Dimens. Nominal T.PL
GLT-1 8 IKZ-TICN | 8| IKZN-TICN | §| IKZ-TICN | &| PM-TIN-70 | &| IKZN-PM |8 TIN 8 ID Size
El E I I S| TIN-70 |3 3 0 d
'™ [T [T [T [T [T '™
.5033 No. 0 80
.5034 No. 1 72
.5035 No. 2 64
.5036 No. 3 56
.5037 No. 4 48
.5038 No. 5 44
.5039 No. 6 40
.5040 No. 8 36
) 3 ° 3 ° & ° & ° 3 o 3 ° B .5041 No. 10 32
° 3 ) 3 [ 3 5042 No. 12 28
) 3 ° 3 ° 3 ° 3 ° 3 ° 3 ° 3| .5043 1/4 28
° 3 ° 3 ° 3 ° 3 ° 4 ° 4 ° 3| .5044 5/16 24
° 3 ° 4 ° 4 o 4 ° 4 ° 4 ° 3| .5045 3/8 24
CU99C410 CW159401 CW179401 CW169401 CW138F01 CW208F01 CU263701 Tool Identification
Enorm Rekord Rekord Rekord Rekord Rekord Rekord
2-Z/E-IKZ 2A-SPEED 2A-SPEED 2A-SPEED/E 2B-Z-SPEED 2B-Z-SPEED 2D-SPEED Dimens. Nominal  T.PI.
GLT-1 8 IKZ-TICN | 8| IKZN-TICN | §| IKZ-TICN | &| PM-TIN-70 | §| IKZN-PM |8 TIN 8 ID Size
= = 3 3 2| TIN-70 |3 = o dy
™™ [T [T (TS [T [T ™8
° 4 ° 4 ° 4 ° 4 ° 4 ° 4 ° 3| .5046 116 20
° 5 ° 4 ° 4 ° 4 ° 4 ° 4 ° 3| .5047 1/2 20
° 5 ° 4 ° 4 ° 4 ° 4 ° 4 ° 3| .5048 916 18
° 5 ° 4 ° 4 ° 4 ° 4 ° 4 ° 3| .5049 5/8 18
° 5 o 4 o 4 o 4 ° 4 o 4 o 41 .5050 3/4 16
.5051 /8 14
.5052 1 12
.5053 11/8 12
.5054 11/4 12
.5055 13/8 12
.5056 11/2 12
® = In stock 1) Threading in through holes is possible only with external cooling/Iubrication EMUGE 47

= Allow 7 days for delivery




E M UE E Machine Taps HSS Extra
SPEED
DIN Length - ANSI Shank High-Speed
Overall length acc. to DIN 371, DIN 374 Cutting
i
L
I3 E
lo O
f._
= st L' | Reinforced Shank
= 2 [ 1 (No.0-3p)
[
Io O
s — I -3 L__| Reduced Shank
— (7he - 11/2)
o0 Class of Fit 2BX 2B
Coating TIN TIN
Cutting Material HSS Extra HSS Extra
Technical Characteristics R15 R45
o ™V C/2-3 C/2-3
Unified Fine Thread O E E
ASME B1.1
Thread Depth max. 2 x dy max. 3 x d4
and Hole Shape H H
Applications — Material | P [1.1-41 P 1141
1.1-3.1 1.1-3.1
K 21-2 K 21
N 1421 N 1.1-22
R Tool Identification BU293701 BW553700
Reinforced Shank ﬂ P EI.
Nominal T.PL inch Dimens. 1D-SPEED 1-SPEED
Size I Iy I od, O ! D IKZ-TIN | €| KZ-TIN | 8
0dy i T
No. 0 80 1626 0.157 0433 0.141 0.110 | 0.0480 | .5033
No. 1 72 1772 0157 0472 0141 0.110 | 0.0595 | .5034
No. 2 64 1772 0177 0472 0.141 0.110 | 0.0730 5035
No. 3 56 1969 0197 0551 0.141 0.110 | 0.0827 | .5036
No. 4 48 2205 0236 0.709 0.141 0.110 | 0.0945 | .5037
No. 5 44 2205 0276 0.709 0.141 0.110 | 0.1063 | .5038
No. 6 40 2205 0.276 0.787 0.141 0.110 | 0.1181 5039
No. 8 36 2480 0315 0.827 0.168 0.131 [0.1378 | .5040
No. 10 32 2756 0.394 0984 0.194 0.152 |0.1614 | .5041 ° 8 ° &
No. 12 28 3.150 0.394 1142 0.220 0.165 |0.1820 5042
1/4 28 3150 0394 1181 0.255 0.191 |0.2165| .b043 [ 8 ° 3
5/16 24 3543 0394 1260 0.318 0.238 |0.2717 | .5044 ° 3 ° 3
3/8 24 3937 0394 1535 0.381 0.286 |0.3346 | .5045 [ 8 ° &
Tool Identification | CU293701 CW553700
Reduced Shank : ﬂ FeE =
Nominal TPL inch Dimens. | 2D-SPEED 2-SPEED
Size I I b oed, O | D IKZ-TIN | €| IKZ-TIN | 2
0dy i e
16 20 3.937 0.512 — 0.323 0.242 |0.3898 | .5046 ) 3 ° 4
1/2 20 3937 0512 — 0.367 0.275 | 0.4528 | .5047 ° 3 ° 5
916 18 3.937  0.591 — 0.429 0.322 | 0.5118 | .5048 ° 3 o 5
5/8 18 3.937  0.591 — 0.480 0.360 | 0.5709 | .5049 [ 3 ° 5
3/4 16 4331  0.669 — 0.590 0.442 | 0.6890 | .5050 ) 4 ) 5
/8 14 4921 0.669 — 0.697 0.523 | 0.8071 5051
1 12 5512 0.787 — 0.800 0.600 |0.9219 | .5052
11/8 12 5906 0.866 — 0.896 0.672 |1.0433| .5053
11/4 12 5906 0.866 — 1.021  0.766 | 1.1719 5054
13/8 12 6.693 0.945 — 1108 0.831 | 1.2992 | .5055
11/2 12 6.693 0984 — 1233 0925 |1.4173 | .5056

"

Ordering Example: BU293701.5041



Machine Taps HSS Extra E M UG E

VA
DIN Length - ANSI Shank Stainless Steel
Overall length acc. to DIN 374 Materials

With internal chip collector

l2 O
- — =
] j}fj — 1T = I': Reduced Shank
o0 Class of Fit 3BX2 |
Coating NE2 |
Cutting Material HSS Extra |
Technical Characteristics
Unified Fine Thread A C/23 |
nitiea rine Inrea ‘> P/ON |
ASME B1.1 —
Thread Depth max. 1.5 x dq
and Hole Shape T
1|
Applications — Material P 1.1-41
1.1-21
K 1.1-42
Tool Identification CU803011
Reduced Shank : m Robust
Nominal  TPI inch | | Dimens. 2X-VA
Size I Ip 0 dy O 2 ID NE2 g
0dy i
3/4 16 4.331 0.984 0.590 0.442 |0.6890 | .5050 ° 5
/8 14 4.921 1.024 0.697 0.523 |0.8071 | .5051 ° 5
1 12 5.512 1.102 0.800 0.600 |0.9219| .5052 ° g
11/8 12 5.906 1.181 0.896 0.672 |1.0433| .5053 ° 5
11/4 12 5.906 1.181 1.021 0.766 |1.1719| .5054 ° 6
13/8 12 6.693 1.299 1.108 0.831 |1.2992 | .5055 ° 6
11/2 12 6.693 1.299 1.233 0.925 |1.4173| .5056 ° 6
1) If possible, use paste lubrication, coating both the tool and the walls of the drilled hole. The Complete Tool System
Lubrication with oil is possible only in the vertical machining of blind holes, if the hole is entirely filled with oil. Robust 2X-VA Taps when used with a KSN Type

tapping attachment creates the optimal tapping unit!
2) Class 2B threads may be produced with 3BX taps.

Larger sizes priced upon request. We have experience in making taps as large as 10 inches ¢ UN.

@ = In stock EMUGE e
= Allow 7 days for delivery



EMUEE Machine Taps HSS Extra

STEEL VA
ANSI Length - ANSI Shank Steel Stainless Steel
Materials Materials
It
I3
I O
J EI’ | L[] Reinforced Shank
= [ ] (No.6-3/g)
[}
lo 0O
1lsl 1 o L1 ReducedShank
S | = [ | ("16-3/4)
o0 Class of Fit 2B 2B ) 3B | Oversize |
Coating TIN NT J NT J NT )
Cutting Material HSS Extra HSS Extra | HSS Extra | HSS Extra |
Technical Characteristics
. ) C?f” B/ 4-5 B/ 4-5 B/ 4-5 B/ 4-5
UnitiédiFine Thread & E/O E/0/P j E/0/P j E/0/P j
ASME B1.1
Thread Depth max. 3 x dy max. 3 x dy
and Hole Shape T T
L] L]
Applications — Material | P (1.1-41 | P11-31 | | P1131 | P1131
K21 ) 1121 ) 1121 ) 1121 )
N 22,245 K21 1| K21 1| K21 )
N 22,256 | | Ni22,256 | | N22,256 |
Tool Identification | AU208400 AU203000 AU203010 AU203044
H Rekord Rekord Rekord Rekord
Nominal T.PI. inch | Dimens. B-STEEL-L B-VA B-VA B-VA
Size I Ip I3 od, 0O 2 ID TIN é NT é NT é NT é
odq e i i i
No. 6 40 |2 2.00 | 0.472 0.748 0.141 0.110|0.1181 | .5039 ° 3 ° 3
No. 8 36 |21/8 213 | 0512 0.827 0.168 0.131|0.1378 | .5040 ° 3 ° 3
No. 10 32 |23s 238 | 0591 0945 0.194 0.152 | 0.1614 | .5041 ° 3 ° 3 ° 3| Newoss |3
1/4 28 |21/2 250 | 0669 1.142 0.255 0.191|0.2165| .5043 ° 3 ° 3 ° 3 ®(+0050) |3
5/16 24 |223/32 272 |0.669 1.299 0.318 0.238 | 0.2717 | .5044 ° 3 ° 3 ) 3 ®(+0050) | 3
3/8 24 121516 2.94 | 0.709 1.378 0.381 0.286 | 0.3346 | .5045 ° 4 ° 4 ° 4 ®(+0050) | 4
16 20 |3532 316 | 0866 — 0.323 0.242 | 0.3898 | .5046 ° 3 ° 3 ° 3 ®(+0050) |3
1/2 20 |338 338 {0866 — 0.367 0.275|0.4528 | .5047 ° 3 ° 3 ° 3 ®(+0050) | 3
916 18 [319/32 359 [0.866 — 0429 0.322 [0.5118 | .5048 ° 3 ° 3 ° 3
5/g 18 |313/16 3.81 [0.866 — 0.480 0.360 | 0.5709 | .5049 ) 3 ° 3 ° 3 ®(+0050) | 3
3/4 16 [41/4 425 [ 0984 — 0590 0.442 | 0.6890 | .5050 [ 4 ° 4 ° 4
1) Tool Identification = AU203043
DIN Length - ANSI Shank .
All ANSI Length - ANSI Shank taps are available

in the popular DIN Length - ANSI Shank style.
P— The DIN Length - ANSI Shank configuration allows
for added reach capabilities and greater chip clearance.

50 EMUGE Ordering Example: AU208400.5039
[FRANKEN g Hamp




Machine Taps HSS Extra E M UG E

TI
Stainless Steel Titanium
Materials
a | a a f
5| il % |
2B J 3B ] Oversize | 2BX | 3BX | 2BX | 3BX | | Class of Fit
NE2 | NE2 | NE2 | NT2 | NT2 NT2 NT2 | | Coating
HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | | Cutting Material
R | R35 | R | L15 ) L15 R15 | R15 | | Technical Characteristics
c/2-3 | c/2-3 | c/2-3 | D/45 | D/45 | C/2-3 | c/23 || gyvVv
E/0/P | E/0/P | E/0/P | E/0/P | E/0/P | E/0/P | E/0/P | ‘}
max. 2.5 X dy max. 3 x d4 max. 2 X d4 Thread Depth
T and Hole Shape
n
P @IS | P @SS | P@ESTTD P @151 ) | P@is1 ) | P@i51 ) | P@IST ) | Applications — Material
1121 | 1121 ) 1121 | 3141 | 3141 | 3141 | 3141 |
K29 | K 2 | K 25 N 24527 | | N'24527 | | N24527 | | N 24527 |
§ 112224 | S 112224 | S 112224 | S 112224
AU503200 AU503210 AU503244 AU306001 AU306011 AU456001 AU456011 Tool Identification
Enorm Enorm Enorm Rekord Rekord Rekord Rekord
VA VA VA C-Ti C-Tl D-TI D-TI Dimens. Nominal TPl
NE2 8 NE2 2 NE2 2 NT2 8 NT2 8 NT2 2 NT2 2 ID Size
E E} E} E] El E 3 0d
[T '™ '™ '™ e '™ '™
° 3 ° 8 ° 8 .5039 No. 6 40
° 3 ° 3 ° 3 .5040 No. 8 36
° 8 ° 3| 2e@00ms |3 ° 3 ° 8 ° 8 ° 3| .5041 No. 10 32
° 3 ° 3 ®(+0050) |3 ° 3 ° 3 ° 3 ° 3| .5043 1/4 28
° 3 ° 3 ®(+0050) |3 ° 3 ° 3 ° 3 ° 3| .5044 5/16 24
[ 3 [ 3 ®(+0050) |3 ° 3 ° 3 [ 3 [ 3| .5045 3/8 24
° 3 ° 3 ®(+0050) |3 ° 3 ° 3 ° 3 ° 3| .5046 /16 20
° 4 ° 4 ®(+0050) | 4 ° 3 ° 3 ° 3 ° 3| .5047 1/2 20
° 4 ° 4 ° 3 ° 3 ° 3 ° 3| .5048 9/16 18
° 4 ° 4 ®(+0050) | 4 ° 3 ° 3 ° 3 ° 3| .5049 5/8 18
° 4 ° 4 ° 4 ° 4 ° 4 ° 4| 5050 3/4 16
2) Tool Identification = AU503243
o= In stock EMUGE Y|

= Allow 7 days for delivery



E M UE E Machine Taps

H
Materials of High

HSS Extra

ANSI Length - ANSI Shank ‘
Tensile Strength
It
I3
I O
J EI’ | L[] Reinforced Shank
= [ 1 (No.6-3/)
[}
lo 0O
1lsl 1 o L1 ReducedShank
= - = (716 - 3/4)
o0 Class of Fit 2BX 28X |
Coating NT J TICN |
Cutting Material HSS Extra | HSS Extra |
Technical Characteristics
Unified Fine Thread g™V | c/23 C/23 |
nified Fine Threa O ST £/0/P |
ASME B1.1
Thread Depth max. 2 X dy
and Hole Shape i
i
Applications — Material | P (1181 1 | P [1.1-41
K142 || K[11-42
N 247 1| N(247
N @451 ) | N@1,51 )
Tool Identification | AU100501 AU109101
!m Rekord Rekord
Nominal T.PI inch Dimens. |  A-H A-H
Size I Ll ed O | D NT g TN 8
0dy [ e
No. 6 40 |2 2.00 | 0.472 0.748 0.141 0.110 | 0.1181 .5039 [ 3 ° 3
No. 8 36 |21/8 213 [ 0512 0.827 0.168 0.131 |0.1378 | .5040 [ 3 ° 3
No. 10 32 |23s 238 | 0591 0945 0.194 0.152 | 0.1614 | .5041 [ 3 ° 3
1/4 28 |21/2 2.50 [ 0.669 1.142 0.255 0.191 | 0.2165| .5043 [ 3 ° 3
5/16 24 |223/32 272 | 0.669 1.299 0.318 0.238 | 0.2717 | .5044 ° B ° 3
3/8 24 121516 2.94 | 0.709 1.378 0.381 0.286 | 0.3346 | .5045 [ 4 ° 4
116 20 |39%32 316 [0.866 — 0.323 0.242 |0.3898 | .5046 [ 4 ° 4
1/2 20 |338 3.38 0866 — 0.367 0.275]0.4528 | .5047 [ 4 ° 4
916 18 [319/32 359 [0.866 — 0429 0.322 (05118 | .5048 (] 4 ° 4
5/8 18 [313/16 3.81 [0.866 — 0.480 0.360 [ 0.5709 | .5049 [ 4 ° 4
3/4 16 |41/4 425 10984 — 0590 0.442 | 0.6890 | .5050 ° 4

%

Ordering Example: AU100501.5039



Machine Taps HSS Extra E M UG E

4
ANSI Length - ANSI Shank ONC-Controlled
Machines
Iy
I3
lp O
J EI’ | L[] Reinforced Shank
= [ ] (No.6-3/g)
[
lo 0O
1lsl 1 o L1 ReducedShank
= || 2 [ | ("16-3/a)
o0 Class of Fit 2B J 2B J 3B | 3B )|
Coating TIN TIN
Cutting Material HSS Extra | HSS Extra | HSS Extra | HSS Extra |
Technical Characteristics R45 | R4s | R45 | R45 |
S S oYW | ENns52 || E/M52 || E/152 || E/152 |
nitried rine Ifhrea
E/OQ/P E/OQ/P E/OQ/P E/OQ/P
ASME B1.1 & J J J J
Thread Depth max. 3 x d4
and Hole Shape H
Applications — Material | P (1141 | P 1141 | | P{141 | P1141
1121 ) 1131 ) 1121 1131 )
N (21 1| N146 1| N21 || N1.4-6 J
N 21-2,24-5 N 21-2,24-5
S ) S )
Tool Identification| AU513500 AU513700 AU513510 AU513710
H Enorm Enorm Enorm Enorm
Nominal TPl inch | Dimens. Z/E “ Z/E . Z/E “ Z/E “
Size I L I3 ody O ID g w2 g TN e
od, - = = 2 2
No. 6 40 |2 2.00 | 0276 0.748 0.141 0.110|0.1181 | .5039 ° 3 ° 3
No. 8 36 |27 213 | 0315 0827 0.168 0.131|0.1378 | .5040 ° 3 ° 3
No.10 32 [23/8 238 |0.354 0945 0194 0.152|0.1614 | .5041 ° 3 ° 3 ° 3 ° 3
1/4 28 |21/2 250 |0.394 1.142 0.255 0.191 [0.2165| .5043 ° 3 ° 3 ° 3 ° 3
5/16 24 |223/32 272 |0.394 1.299 0.318 0.238 | 0.2717 | .5044 ° 3 ° 3 ° 3 ° 3
3/8 24 121516 2.94 | 0.394 1.378 0.381 0.286 | 0.3346 | .5045 ° 3 ° 3 ° 3 ° 3
116 20 |39%32 316 | 0512 — 0.323 0.242 (0.3898 | .5046 ° 4 ° 4 ° 4 ° 4
1/2 20 |33 338 | 0512 — 0.367 0.275|0.4528 | .5047 ° 5 ° 5 ° 5 ° 5
916 18 [319/32 359 (0591 — 0429 0.322 05118 | .5048 ° 5 ° 5 ° 5 ° 5
5/8 18 [313/16 3.81 {0591 — 0480 0.360 | 0.5709 | .5049 ° 5 ° 5 ° 5 ° 5
3/4 16 [41/4 425 | 0669 — 0590 0.442|0.6890 | .5050 ° B ° 5 ° B ° 5

DIN Length - ANSI Shank .
All ANSI Length - ANSI Shank taps are available
in the popular DIN Length - ANSI Shank style.

The DIN Length - ANSI Shank configuration allows
for added reach capabilities and greater chip clearance.

@ = In stock EMUGE K]
= Allow 7 days for delivery



EMUEE Machine Taps HSS Extra

DIN Length - DIN Shank STEEL

Materials

CETEEL

s

ITts 4 ST - Reduced Shank

Class of Fit 28X | B | B B |

Coating

60°
W Cutting Material HSS Extra | HSS Extra | HSS Extra | HSS Extra |
Technical Characteristics R15 | R35 |

. . ™Y c/2-3 | B/4-5 || | E/152 | C/2-3 |
Unified Extra Fine Thread & /0| /0 | /0 | /0|

ASME B1.1
Thread Depth max. 2 X d4 max. 3 x dy max. 2 x d4 max. 2.5 x dq

and Hole Shape I ‘@' I H’ ‘@'

== —_— | ——

Applications — Material | P (1181 1 | P 1181 | [ P2131 | P 11381 |

N (23 1| N[22 'l N (22 )
Tool Identification| C0101001 0208900 0461000 C0501000

Reduced Shank . Rekord Rekord Rekord Enorm
Nominal TP mm l D|n||3ns. 2A-STEEL ” 2B-STEEL-L " 2D-STEEL/E " 2-STEEL "
Size l4 I ody O 2 2 2 2
o ¢ -t z z : z
1/4 32 80 14 45 3.4 3,35 .5058 * 3 * 3 * 3 * 3
5/16 32 80 14 6 4.9 7.15 .5059 * 3 * 3 * 3 * 3
3/8 32 90 18 7 55 8.7 .5060 * 4 * 4 * 3 * 4
/16 28 90 18 8 6.2 10.2 .5061 * 4 * 4 * 3 * 3
/2 28 100 18 9 7 11.8 .5062 * 4 * 4 * 3 * 4
9/16 24 100 18 11 9 13.2 .5063 * 5 * 4 * 4 * 4
5/8 24 100 18 12 9 14.8 .5064 * 5 * 4 * 4 * 4
3/4 20 110 25 14 11 17.8 .5066 * 4 * 4 * 4 * 4
I8 20 125 25 18 145 20.95 5068 * 4 * 4 * 4 * 4
1 20 140 28 18 145 24.15 .5070 * 4 * 4 * 4 * 5

54 Ordering Example: C0101001.5058



Machine Taps

DIN Length - ANSI Shank

Overall length acc. to DIN 376

ussexra  =INALIGE

Stainless Steel

Materials

'%‘
It o
Io O &
\ it
=3 — t—f——72 == Reduced Shank '
o0 Class of Fit 2B J 2B J 2B J 3B | 3B |
Coating GLT-1 | TICN | NE2 | NE2 | GLT-1 |
Cutting Material HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra |
- Technical Characteristics R35 | R35 | R35 |
S 0 B/4-5 | B/4-5 | c/2-3 | c/2-3 | C/2-3 |
nirie rea
E/O0/P E/O0/P E/O0/P E/O0/P E/O0/P
ASME B1.1 & J J J J J
Thread Depth max. 3 x dy max. 2.5 X dy
and Hole Shape i
i
Applications — Material | P (1141 | P 1141 | [ P@3131 | P11381 | | P 1141 )
1121 | 11-31 ) 1121 | 1121 | 11-31 |
K 21 ]| K21 1| K21 1| K21 ]| K21 )
N 22256 | | N'22256
Reduced Shank Tool Identification| CU20C300 CU209300 CU503200 CU503210 CU50C310
H Rekord Rekord Enorm Enorm Enorm
Nominal T.PI. inch | Dimens. 2B-VA 2B-VA 2-VA 2-VA 2-VA
Size I Ip o dy O 2 ID GLT-1 é TICN é NE2 é NE2 é GLT-1 é
o d i i ic i i
1 8 6.299 1.417 0.800 0.600 |0.8750 | .5018 ° 3 ° 3 o 4 o 4 o 4
11/8 8 7.087 1.575 0.896 0.672 |1.0000 | .5247 ° 4 ° 4 ° 4 ° 4 ° 4
11/4 8 7.087 1.575 1.021 0.766 | 1.1250 | .5249 ° 4 ) 4 ° 4 ° 4 ° 4
13/8 8 7.874 1.654 1.108 0.831 |1.2500 | .5251 ° 4 ) 4 ° 5 ° 5 ° 5
112 8 7.874 1.654 1.233 0.925 |1.3750 | .5253 [ 4 ) 4 o 5 ° 5 o B
15/8 8 7.874 1.772 1.305 0.979 |1.5000 | .5255 ° 4 ° 4 ° 5 ° 5 ° 5
13/4 8 7.874 1.772 1.430 1.072 | 1.6250 | .5257 ° 6 ° 6 ° 6
17/8 8 8.858 1.969 1.519 1139 |[1.7500 | .5259 ° 6 ° 6 ° 6
2 8 8.858 1.969 1.644 1233 |1.8750 | .5261 ° 6 ° 6 ° 6
21/2 8 10.827 2.165 2.100 1575 |2.3750 | .5265
@ = In stock 55

= Allow 7 days for delivery




EMUEE Machine Taps HSS Extra

Tl H
DIN Length - ANSI Shank Titanium Materials of High
Overall length acc. to DIN 376 Tensile Strength
i
|
|i
|
l&!
Iy i
l2 O if
I —t+———= —— Reduced Shank
o0 Class of Fit 2BX J 2BX J
Coating NT2 | NT |
Cutting Material HSS Extra | HSS Extra |
- Technical Characteristics R15 |
S ™V C/2-3 | C/2-3 |
nitiec "hrea | eor E/O/P |
ASME B1.1 — —
Thread Depth max. 2 x dy max. 2 X d4
and Hole Shape i
n
Applications — Material | P 4184 P 1131
3.1-4.1 K 11-42
N 245,27 N @47
S 112224 N 41,51
Tool Identification | CU456001 CU100501
Reduced Shank Iﬂ Rekord Rekord
Nominal  TPI inch _ Dimens. |  2D-Ti 2A-H
Size I I, o dy O 2 D N2 8 T8
0dy i i
1 8 6.299 1.417 0.800 0.600 |0.8750 | .5018 [ ) 3 [ 4
11/8 8 7.087 1.575 0.896 0.672 | 1.0000 5247 [ ] 4 ° 4
11/4 8 7.087 1.575 1.021 0.766 | 1.1250 5249 [ 4 ° 4
13/8 8 7.874 1.654 1.108 0.831 1.2500 5251 [ ] 4 [ 4
11/2 8 7.874 1.654 1.233 0.925 |1.3750 5253 [ ] 4 [ 4
15/8 8 7.874 1.772 1.305 0.979 |1.5000 5255 [ ] 4
13/4 8 7.874 1.772 1.430 1.072 | 1.6250 5257 ) 5
17/8 8 8.858 1.969 1.519 1.139 | 1.7500 5259
2 8 8.858 1.969 1.644 1.233 | 1.8750 5261 [ ) 6 ) 6
21/2 8 10.827 2.165 2.100 1.575 | 2.3750 5265 [ 6

56 Ordering Example: CU20CG300.5018



Machine Taps HSS Extra E M UG E

4
DIN Length - ANSI Shank CNC-Controlled
Overall length acc. to DIN 376 Machines
Iy -
| ol % | r]
- — 2 =] =]
o [} [}
I —t+———= —— Reduced Shank . ' '
- Class of Fit BX | 2BX | B | B |
Coating TN | N | TN | GLT-1 |
Cutting Material HSS Extra | HSS Extra | HSS Extra | HSS Extra |
— Technical Characteristics R15 | R15 | R45 | R45 |
S e 0 c/2-3 | C/2-3 | C/23 || C/23 |
nirie rea
E/O/P E/O E/0/P E/O/P
ASME B1.1 & J ) J )
Thread Depth max. 2 x dy max. 3 x dy
and Hole Shape H H
Applications — Material | P 2161 1 | P 2161 | [ P {141 | | P1141
K 212 ) | K212 ] 1131 ) 1131 )
N 146,245 | N 146,245 | N 146 || N1.4-6 J
N 21-2,24-5 | | N 21-2,24-5 |
S 11 1| S ]
Tool Identification| CU573701 CU583701 CU503700 CU50C400
Reduced Shank H Rekord Rekord Enorm Enorm
Nominal TP inch | | Dimens. | 2D-Z-BF 2D-Z-BF 2Z 2-Z
Size y b ed, O L TN |8 KzTIN || TN |8 e (g
0 dq £ z = =
1 8 6.299 1.417 0.800 0.600 |0.8750 | .5018 (] 3 ° 3 o) 5 o2 5
11/8 8 7.087 1.575 0.896 0.672 |1.0000 | .5247 ® 4 ) 4 ° 5 [ 5
11/4 8 7.087 1.575 1.021 0.766 | 1.1250 | .5249 ® 4 [ 4 ) 3 [ 5
13/8 8 7.874 1.654 1.108 0.831 | 1.2500 | .5251 ® 4 ) 4 ° 6 ° 6
1172 8 7.874 1.654 1.233 0.925 |[1.3750 | .5253 ® 4 ® 4 ® 6 [ ) 6
15/8 8 7.874 1.772 1.305 0.979 |1.5000 | .5255 ® 4 ) 4 [ 6 ° 6
13/4 8 7.874 1.772 1.430 1.072 | 1.6250 | .5257 ® ® ® © ° 8 () 8
17/8 8 8.858 1.969 1.519 1139 | 1.7500 | .5259 [ 8 ° 8
2 8 8.858 1.969 1.644 1.233 | 1.8750 | .5261 () 6 [ ) 6 ) 8 [ 8
21/2 8 10.827 2.165 2.100 1.575 12.3750 | .5265

1) Chamfer form/threads = E/1.5-2, Tool Identification = CU513700
2) Chamfer form/threads = E/1.5-2, Tool Identification = CU51C400

@ = In stock EMUGE Y4
= Allow 7 days for delivery



E M UE E Machine Taps HSS Extra
DIN Length - ANSI Shank Stainless Steel
Overall length acc. to DIN 376 Materials
With internal chip collector

Iy
l2
~— — ~
A 8 —— IIE Reduced Shank
o0 Class of Fit 3BX 2)
Coating NE2
Cutting Material HSS Extra
- Technical Characteristics
Unified Thread ot /23 |
nitie rea ‘> P/OY
ASME B1.1 —
Thread Depth max. 1.5 x dq
and Hole Shape T
n
Applications — Material P 1141
1121 |
K 1.1-4.2 J
Tool Identification CU803011
Reduced Shank : ﬂ Robust
Nominal  TPI inch Dimens. 2X-VA
Size I Ip o dy O 2 ID NE2 g
0dy i
1 8 6.299 1.417 0.800 0.600 |0.8750 | .5018 ° 3
11/8 8 7.087 1.575 0.896 0.672 |1.0000 | .5247 [ 5
11/4 8 7.087 1.575 1.021 0.766 |1.1250 | .5249 ° 6
13/8 8 7.874 1.654 1.108 0.831 1.2500 | .5251 [ 6
112 8 7.874 1.654 1.233 0925 |1.3750| .5253 ° 6
15/8 8 7.874 1.772 1.305 0979 |1.5000| .5255 [ 6
13/4 8 7.874 1.772 1.430 1.072 |1.6250 | .5257 ° 6
17/8 8 8.858 1.969 1.519 1139 |[1.7500 | .5259 ° 6
2 8 8.858 1.969 1.644 1.233 | 1.8750 | .5261 ° 6
21/4 8 9.843 1.969 1.894 1.420 | 21250 | .5263 ° 7
21/2 8 10.827 2.165 2.100 1575 |2.3750 | 5265 [ 7
3 8 11.810 2.165 2.100 1575 |[2.8750 | .5269 ° 8
31/2 8 12.795 2.362 2.350 1.762 |3.3750 | 5273 [ 10
4 8 13.780 2.362 2.350 1.762 |3.8750 | 5277 ° 10
41/2 8 13.780 2.559 2.350 1.762 1 4.3750 | 5281 ® 10
1) If possible, use paste lubrication, coating both the tool and the walls of the drilled hole. The Complete Tool System

Lubrication with oil is possible only in the vertical machining of blind holes, if the hole is entirely filled with oil.

2) Class 2B threads may be produced with 3BX taps.

Larger sizes priced upon request. We have experience in making taps as large as 10 inches ¢ UN.

Robust 2X-VA Taps when used with a KSN Type
tapping attachment creates the optimal tapping unit!

»

Ordering Example: CU803011.5018



Machine Taps HSS Extra E M UG E

DIN Length - DIN Shank STEEL

Materials

h | | | |
= ] = =
ls } i B B
I
; = il' il' i:' i:'
i st L | Reinforced Shank
= e [ | (M2-Mm10)
h
Io O
B = e I ™ [ | Reduced Shank
s — b [ | (M12-M52)
Class of Fit ISO 2/6H | ISO 2/6H | ISO 2/6H IS0 3/6G | 7G

Coating TN | GLT-1
M Cutting Material | HSSExtra | | HSSExtra | | HSSExtra HSSExtra | |  HSS Extra

Technical Characteristics

O S 0 B/45 | B/45 | B/4-5 B/4-5 | B/4-5
etric Loarse Threa & E/0 | E/0 | E/O E/0 | E/O
DIN 13
Thread Depth max. 3 x d4
and Hole Shape T
(|
Applications — Material | P 4181 ) | P 1141 | | P{141 | P11381 | | P 1131
N 22 )| K21 ) | K21 )| N[22 )| N[22
N 22245
Reinforced Shank Tool Identification B0208900 B0208400 B020K500 B0208920 B0208930
] Rekord Rekord Rekord Rekord Rekord
Nominal mm Dimens. |1B-STEEL-L| |1B-STEEL-L| |1B-STEEL-L| |1B-STEEL-L| |1B-STEEL-L
(] (7] (7] w (]
Size P L Ip s od O 2 ID g ™ g 6 g g g
0d b b e fr fr
M 2 0.4 45 7 12 2.8 2.1 1.6 .0020 [ 2 [ 2 * 2 * 2
M 25 0.45 50 9 14 2.8 2.1 2.05 .0025 [ 2 ° 2 ° 2 * 2 * 2
M 3 0.5 56 11 18 SIS 2.7 2.5 .0030 [ 3 ° 3 * 3 * 3
M 3.5 0.6 56 12 20 4 3 2.9 .0035 [ 3 * 3
M 4 0.7 63 13 21 4.5 3.4 8.3 .0040 [ 3 ° 3 * 3 * 3
M 4.5 0.75 70 14 25 6 4.9 3.7 .0045 [ 3
M 5 0.8 70 15 25 6 49 4.2 .0050 ° 3 ° 3 * 8 * 3
M 6 1 80 17 30 6 4.9 5 .0060 [ 3 ° 3 * 3 * 3
M 8 1.25 90 20 8o 8 6.2 6.8 .0080 [ 3 o & * 8 * 3
M 10 1.5 100 22 39 10 8 8.5 .0100 [ 3 ° 3 * 3 * 3
Tool Identification| C0208900 €0208400 0208920 €0208930
Reduced Shank ] Rekord Rekord Rekord Rekord
Nominal mm Dimens. | 2B-STEEL-L| |2B-STEEL-L 2B-STEEL-L| |2B-STEEL-L
(7] (7] (7] (7]
Size J I Iy s od, O 1D g TN g g e
ot - £ £ 2 E
M 12 1.75 110 24 — 9 7 10.2 0112 (] 3 o 3 * 3 * 3
M 14 2 110 26 — 11 9 12 .0114 ° 3 ° 3
M 16 2 110 27 G 12 9 14 .0116 [ 3 () 3 * 3 * 3
M 18 2.5 125 30 — 14 11 15.5 .0118 [ 3 ° 3
M 20 2.5 140 32 — 16 12 17.5 .0120 [ 3 ° 3 * 3 * 3
M 22 2.5 140 32 — 18 14.5 19.5 .0122 ° 3 ° 3
M 24 3 160 34 — 18 14.5 21 .0124 [ 3 ° 3 * 3 * 3
M 27 3 160 36 — 20 16 24 .0127 * 3 * 3
M 30 S 180 40 — 22 18 26.5 .0130 * 4 * 4
M 33 3.5 180 40 — 25 20 29.5 .0133 * 4 * 4
M 36 4 200 50 — 28 22 32 .0136 * 4 * 4
M 42 4.5 200 56 — 32 24 37.5 .0142 * 4 * 4
M 45 4.5 220 58 — 36 29 40.5 .0145 * 4 * 4
M 48 5 250 65 — 36 29 43 .0148 * 4 * 4
M 52 5 250 65 — 40 32 47 .0152 * 4 * 4

@ = In stock EMUGE IS
= Allow 7 days for delivery



EMUEE Machine Taps HSS Extra

STEEL
DIN Length - DIN Shank Steel
Materials
Iy !-ql
n n n
I |
‘\ | ] | ]
= ot [ 1 Reinforced Shank
= = [ 1 (M2-M10)
[
I O i [l i [l i [l
1lsl 1 & [ | Reduced Shank o) ) )
s | = [ | (M12-M52)
o0 Class of Fit ISO 2/6H | ISO 2/6H | ISO 2/6H | ISO 2/6H | 1S0 3/6G
Coating TIN TIN
Cutting Material HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra
Technical Characteristics LH | R15 | R35 | R35 | R35
e T ™V B/45 ||  E/152 | C/2-3 | C/2-3 | C/2-3
D|N1;m oarse fhrea & E/0 | E/0 | E/0 | E/0 | E/O
Thread Depth max. 3 x dy max. 2 X d4 max. 2.5 X dy
and Hole Shape i
i
Applications — Material | P (4181 1 | P 1141 | ( P3131 | P1141 | P11-31 |
N (22 || K142 | N[22 1| K21 1| N[22
N 145245 N 22 )
Reinforced Shank Tool Identification| B0208950 B0461400 B0501000 B0501400 B0501020
!ﬂ Rekord Rekord Enorm Enorm Enorm
Nominal mm _ Dimens. | 1B-STEEL-L 1D-STEEL/E 1-STEEL 1-STEEL 1-STEEL
Size P I Iy ke O | ID th g TN 3 g ™ |2 g
o d i i i i i
M 2 0.4 45 7 12 2.8 2.1 1.6 .0020 * 2 ° 2 ° 2 * 2 * 2
M 25 0.45 50 9 14 2.8 2.1 2.05 .0025 * 2 ° 2 * 2 * 2 * 2
M 3 0.5 56 11 18 35 2.7 2.5 .0030 * 3 ° 2 ° 3 * 3 * 3
M 35 0.6 56 12 20 4 3 29 .0035 ° 3
M 4 0.7 63 13 21 45 34 33 .0040 * 3 ° 3 ° 3 * 3 * 3
M 45 0.75 70 14 25 6 4.9 37 .0045 ° 3
M 5 0.8 70 15 25 6 4.9 4.2 .0050 * 3 ° 3 ° 3 * 3 * 3
M 6 1 80 17 30 6 49 5 .0060 * 3 ° 3 ° 3 * 3 * 3
M 8 1.25 90 20 35 8 6.2 6.8 .0080 * B ° B ° 3 * 3 * B
M 10 1.5 100 22 39 10 8 8.5 .0100 * 3 ° 3 ° 3 * 3 * 3
Reduced Shank Tool Identification | C0208950 €0461400 €0501000 €0501400 €0501020
u !M Rekord Rekord Enorm Enorm Enorm
Nominal mm _ Dimens. |2B-STEEL-L 2D-STEEL/E 2-STEEL 2-STEEL 2-STEEL
Size ) I Ip h  ed O | 4 ID g TN 3 g ™ 2 g
0 dy i i i i i
M 12 1.75 110 24 — 9 7 10.2 .0112 * 3 o 3 ° 3 * 3 * 3
M 14 2 110 26 — 11 9 12 .0114 ° 3 [ 3 * 3
M 16 2 110 27 — 12 9 14 .0116 * 3 ° 3 ° 3 * 3 * 3
M 18 2.5 125 30 — 14 11 15.5 .0118 ) 3 ° 3 * 3
M 20 2.5 140 32 — 16 12 17.5 .0120 * 3 o 3 ° 3 * 3 * 3
M 22 2.5 140 32 — 18 145 | 195 .0122 ° 4 * 4
M 24 3 160 34 — 18 145 | 21 .0124 * B ° 3 ° 4 * 4 * 4
M 27 3 160 36 — 20 16 24 .0127 * 4 * 4
M 30 35 180 40 — 22 18 26.5 .0130 ° 4 * 4
M 33 35 180 40 — 25 20 29.5 .0133 * 4
M 36 4 200 50 — 28 22 32 .0136 * 4
M 42 4.5 200 56 — 32 24 375 .0142 * 5
M 45 45 220 58 — 36 29 40.5 .0145 * 5
M 48 5 250 65 — 36 29 43 .0148 * 5
M 52 5 250 65 — 40 32 47 .0152 * 6

60 Ordering Example: B0208950.0020



Machine Taps HSS Extra E M UG E

STEEL
Steel Stainless Steel
Materials Materials
1S0 3/6G | 76 J 76 J ISO 2/6H | ISO 2/6H | IS0 3/6G | 7G | | Class of Fit
TIN TIN GLT-1 | NT J NT | | Coating
HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | | Cutting Material
R35 | R | R3S | LH, L35 | Technical Characteristics
c/2-3 | c/2-3 | C/2-3 | C/2-3 | B/4-5 | B/45 | B/45 || gV
E/0 | E/0 | E/0 | E/0 | E/0/P | E/Q0/P | E/O0/P | ‘}
max. 2.5 x dq max. 3 X d4 Thread Depth
T and Hole Shape
|
P1141 || P1131 | P1141 | P1131 P141 | P31 || P11-31 | [ Applications — Material
K21 1| N[22 ]| K21 1| N[22 ] 1131 | 1121 | 1121 |
N (22 | N (22 K21 1| K21 1| K21 ]
N[22 1| N22,256 | | N 22256 |
B0501420 B0501030 B0501430 B0501050 B020C300 B0203020 B0203030 Tool Identification
Enorm Enorm Enorm Enorm Rekord Rekord Rekord
1-STEEL 1-STEEL 1-STEEL 1-STEEL-LH 1B-VA 1B-VA 1B-VA Dimens. Nominal P
TIN 8 8 TIN 8 8 GLT-1 8 NT 8 NT 8 ID Size
E E} E E I E 3 0 d
[T '™ [T [T [T '™ '™
* 2 * 2 * 2 ° 2 * 2 * 2| .0020 M 2 0.4
* 2 * 2 * 2 ° 2 * 2 * 2| .0025 M 25 0.45
* 3 * 3 * 3 * 3 ° 8 * 3 * 3| .0030 M 3 0.5
.0035 M 35 0.6
* 3 * 3 * 3 * B ° 3 * 3 * 3| .0040 M 4 0.7
° 3 .0045 M 45 0.75
* 3 * 3 * 3 * 3 ° 3 * 3 * 3| .0050 M 5 0.8
* 3 * 3 * 3 * 3 ° 3 * 3 * 3| .0060 M 6 1
* 3 * 3 * 3 * 3 ° 3 * 8 * 3| .0080 M 8 1.25
* 3 * 3 * 3 * 3 ° 3 * 3 * 3| .0100 M 10 1.5
€0501420 €0501030 €0501430 €0501050 €020C300 €0203020 €0203030 Tool Identification
Enorm Enorm Enorm Enorm Rekord Rekord Rekord
2-STEEL 2-STEEL 2-STEEL 2-STEEL-LH 2B-VA 2B-VA 2B-VA Dimens. Nominal P
TIN 8 8 TIN 8 8 GLT-1 2 NT 8 NT 8 ID Size
3 El = 3 3 = = o dy
[T TS L [T [T TS TS
* 3 * 3 * 3 * 8 ° 3 * 3 * 3| .0112 M 12 1.75
° 3 .0114 M 14 2
* 3 * 3 * 3 * 3 ° 3 * 3 * 3| .0116 M 16 2
° 3 .0118 M18 2.5
* 3 * 3 * 3 * 8 ° 3 * 3 * 3| .0120 M 20 2.5
° 3 .0122 M 22 2.5
* 4 * 4 * 4 * 4 ° 3 * 3 * 3| .0124 M 24 3
° 3 .0127 M 27 3
° 4 .0130 M 30 35
° 4 .0133 M 33 3.5
) 4 .0136 M 36 4
° 4 .0142 M 42 4.5
° 4 .0145 M 45 45
° 4 .0148 M 48 5
° 4 .0152 M 52 8

@ = In stock EMUGE I
= Allow 7 days for delivery



E M UE E Machine Taps

HSS Extra, HSSE-PM

GJV
DIN Length - DIN Shank Stainless Steel Cast Iron
Materials Vermicular
Iy |
B
I
: 3 3 3 3
I
|
= st L' | Reinforced Shank
= = [ 1 (M2-M10)
[
Io -3 -3 ¥
s ] s [ | Reduced Shank 0 M |
s | = [ | (M12-M52)
o0 Class of Fit ISO 2/6H | ISO 2/6H | ISO 2/6H | BHX
Coating NE2 | GLT-1 | TICN |
Cutting Material HSS Extra | HSS Extra | HSS Extra | HSSE-PM |
Technical Characteristics R35 R35 R35
e T g™V | c/23 C/2-3 C/2-3 /23
etric Loarse hrea | o E/0/P || E/0/P E
DIN 13
Thread Depth max. 2.5 x dy max. 2 X d4
and Hole Shape i
i
Applications — Material | P (1181 1 | P [1.1-31 P 1.1-41 K 1.1-42
1121 | 1.1-21 1.1-3.1
K 21 ] | K21 K 21
Reinforced Shank Tool Identification| B0503000 B0503200 B050C300 B010R501
!ﬂ Enorm Enorm Enorm Rekord
Nominal mm Dimens. 1-VA 1-VA 1-VA 1A-GJV
Size P I Iy Iy g dy O 2 ID é NE2 é GLT-1 é PM-TICN é
0dy T i i T
M 2 0.4 45 7 12 2.8 2.1 1.6 .0020 * 2 ° 2 * 2
M 25 0.45 50 9 14 2.8 2.1 2.05 .0025 * 2 * 2 * 2
M 3 0.5 56 11 18 35 2.7 2.5 .0030 * 3 ° 3 * 3
M 35 0.6 56 12 20 4 3 29 .0035 * 3 ° 3
M 4 0.7 63 13 21 45 34 33 .0040 * 3 ° 3 * 3 * 3
M 45 0.75 70 14 25 6 4.9 37 .0045
M 5 0.8 70 15 25 6 4.9 4.2 .0050 * 3 ° 3 * 3 * 3
M 6 1 80 17 30 6 4.9 5 .0060 * 3 ° 3 * 3 * 4
M 8 1.25 90 20 35 8 6.2 6.8 .0080 * B ° 3 * 3 * 4
M 10 1.5 100 22 39 10 8 8.5 .0100 * 3 ° 3 * 3 * 4
Tool Identification | C0503000 €0503200 C010R501
Reduced Shank !H Enorm Enorm Rekord
Nominal mm Dimens. 2-VA 2-VA 2A-GJV
Size P I Ip Iy 9 dy O 2 D 5”’5., NE2 é PM-TICN 5”’5.,
o dy i i [
M 12 1.75 110 24 — 9 7 10.2 .0112 * 3 ° 3 * 4
M 14 2 110 26 — 11 9 12 .0114 * 3 [ 3
M 16 2 110 27 — 12 9 14 .0116 * 3 ° 3 * 4
M 18 2.5 125 30 — 14 11 15.5 .0118 * 3 [ 3
M 20 2.5 140 32 — 16 12 17.5 .0120 * 3 ° 8
M 22 2.5 140 32 — 18 145 | 195 .0122 * 4 ° 4
M 24 3 160 34 — 18 145 | 21 .0124 * 4 ° 4
M 27 3 160 36 — 20 16 24 .0127 * 4 ° 4
M 30 35 180 40 — 22 18 26.5 .0130 * 4 ° 4
M 33 35 180 40 — 25 20 29.5 .0133
M 36 4 200 50 — 28 22 32 .0136
M 42 4.5 200 56 — 32 24 375 .0142
M 45 45 220 58 — 36 29 40.5 .0145
M 48 5 250 65 — 36 29 43 .0148
M 52 5 250 65 — 40 32 47 .0152

% pE

Ordering Example: B0503000.0020



Machine Taps nsse-pm, HssExra  fe==INALI G E=
GJV
Cast Iron Aluminum
Vermicular Wrought Alloys
I I I
y { \ \ { { |
1 4 i ) 4 l‘ r
| | | | | _
a ¥
)
6HX 6HX 6HX 6HX | 6HX ISO 2/6H | ISO 2/6H Class of Fit
TICN TICN TICN TICN | TICN | GLT-8 GLT-8 Coating
HSSE-PM | HSSE-PM | HSSE-PM HSSE-PM | HSSE-PM | HSS Extra | HSS Extra Cutting Material
R45 Technical Characteristics
C/2-3 C/2-3 || | E/152 E/152 || E/152 B/ approx. 3 | C/2-3 el
E E E E | E | E/O E/O ¢
max. 2 X d4 max. 2 X d4 max. 2 X d4 max. 2 x dy max. 2 X dy max. 3 x d4 max. 2.5xdy | Thread Depth
‘I’ ‘I’ ‘I’ ‘I’ ‘I’ ‘I’ and Hole Shape
L L L L | L | L
1) —— = ) —— -
Ki1142 | | K142 | | K{1.1-42 K142 | | K(1.1-42 N 1.1-4 N 1.1-4 Applications — Material
B195R501 B106R501 B011R501 B196R501 B109R501 B020S800 B050S800 Tool Identification
Rekord Rekord Rekord Rekord Rekord Rekord Enorm
1A-GJV 1A-GJV 1A-GJV/E 1A-GJV/E 1A-GJV/E 1B-AL 1-AL Dimens. Nominal P
IKZ-PM | &| IKZN-PM | &| PM-TICN | &| IKZ-PM |G| IKIN-PM | & GLT-8 8 GLT-8 8 ID Size
TICN = TICN E 3 TICN = TICN = = 2 o dq
[T [T [T [T [T [T [T
* 2 * 2| .0020 M 2 0.4
upon upon * 2 * 2| .0025 M 25 0.45
* 2 * 2| .0030 M 3 0.5
request request .0035 M 3.5 0.6
* 3 * 2 * 2| .0040 M 4 0.7
.0045 M 45 0.75
* 3 * 8 * 8 * 2 * 2| .0050 M 5 0.8
* 4 * 4 * 4 * 2 * 2| .0060 M 6 1
* 4 * 4 * 4 * 2 * 2| .0080 M 8 1.25
* 4 * 4 * 4 * 2 * 2| .0100 M 10 1.5
C195R501 C106R501 CO011R501 C196R501 C109R501 €020S800 C050S800 Tool Identification
Rekord Rekord Rekord Rekord Rekord Rekord Enorm
2A-GJV 2A-GJV 2A-GJV/E 2A-GJV/E 2A-GJV/E 2B-AL 2-AL Dimens. Nominal P
IKZ-PM | &| IKZN-PM | &| PM-TICN | $| IKZ-PM | S| IKIN-PM | & GLT-8 8 GLT-8 8 ID Size
TICN ] TICN E 3 TICN E TICN E E =l 0 d
[T [TH [T [T [TH [T TS
* 4 * 4 * 4 * 3 * 3| .0112 M 12 1.75
upon upon .0114 M 14 2
* 4 * 4 * 4 * 3 * 3| .0116 M 16 2
request request .0118 M 18 2.5
* 4 * 4 .0120 M 20 2.5
.0122 M 22 2.5
.0124 M 24 3
.0127 M 27 3
.0130 M 30 35
.0133 M 33 3.5
.0136 M 36 4
.0142 M 42 4.5
.0145 M 45 45
.0148 M 48 5
.0152 M 52 5
o = In stock 1) Threading in through holes is possible only with external cooling/Iubrication EMUGE 63

= Allow 7 days for delivery




E M UE E Machine Taps HSS Extra
GAL
DIN Length - DIN Shank Aluminum Aluminum
Wrought Alloys Cast Alloys
[
|3 - e ] o
'r: !: s
b i r 3 4 b
q | | |
= s L1 Reinforced Shank
= 2 [ 1 (M2-M10)
[
I = a g a g a g
1lsl 1 s [ | Reduced Shank ! ol i il
s | s 1 (M12-M52)
o0° Class of Fit ISO 2/6H 6HX 6HX 6HX
Coating GLT-8 | TICN | TICN | TICN |
Cutting Material HSS Extra | HSS Extra | HSS Extra | HSS Extra |
Technical Characteristics R45 | R15
O T YW | [ El152 | E/152 || E/152 || E/152 |
etric Loarse Ihrea ‘> £/0 E/M E/M E/M
DIN 13 —
Thread Depth | max. 2.5 x dy max. 2 X dy max. 2 X d4
and Hole Shape T T
L | L
|| 1) =X
Applications — Material | N [1.1-4 ) N [1.4-6 N [1.4-6 1| N1.46
Reinforced Shank Tool Identification | B051S800 B1969501 B1099501 B0989501
] Enorm Rekord Rekord Rekord
Nominal mm Dimens. 1-AL/E 1A-GAL/E 1A-GAL/E 1D-GAL/E
Size P I Iy ls 0d, O b D GLT-8 |8 IKZ-TICN | $| IKZN-TICN | & IKZ-TICN | 8
0 dq T = = z
M 2 0.4 45 7 12 2.8 2.1 1.6 .0020
M 25 0.45 50 9 14 2.8 2.1 2.05 .0025
M 3 0.5 56 11 18 15 2.7 2.5 .0030 * 2
M 3.5 0.6 56 12 20 4 3 2.9 .0035
M 4 0.7 63 13 21 45 34 | 33 .0040 * 2 * 3 * 3
M 4.5 0.75 70 14 25 6 4.9 3.7 .0045
M 5 0.8 70 15 25 6 4.9 42 .0050 * 2 * 3 * 3
M 6 1 80 17 30 6 4.9 5 .0060 * 2 * 3 * 3 * 3
M 8 1.25 90 20 8o 8 6.2 6.8 .0080 * 2 * 3 * 3 * 3
M 10 1.5 100 22 39 10 8 8.5 .0100 * 2 * 3 * 3 * 3
Tool Identification
Reduced Shank :
Nominal mm M Dimens.
Size P I Iy b ed, O | 1D
0 dq
M 12 1.75 110 24 — 9 7 10.2 0112
M 14 2 110 26 — 11 9 12 .0114
M 16 2 110 27 = 12 9 14 .0116
M 18 2.5 125 30 — 14 11 15.5 .0118
M 20 2.5 140 32 — 16 12 17.5 .0120
M 22 2.5 140 32 — 18 14.5 19.5 .0122
M 24 3 160 34 — 18 14.5 21 .0124
M 27 3 160 36 — 20 16 24 .0127
M 30 i) 180 40 — 22 18 26.5 .0130
M 33 3.5 180 40 — 25 20 29.5 .0133
M 36 4 200 50 — 28 22 32 .0136
M 42 4.5 200 56 — 32 24 37.5 .0142
M 45 45 220 58 — 36 29 40.5 .0145
M 48 5 250 65 — 36 29 43 .0148
M 52 5 250 65 — 40 32 47 .0152

o

1) Threading in through holes is possible only with external cooling/lubrication

Ordering Example: B051S800.0030



Machine Taps Carbide, HSS Extra E M UG E
GAL PVC Tl
Aluminum Long-Chipping Titanium
Cast Alloys Synthetics
[ {
E i
|
e §
I
e
6HX 6HX 6HX | 6HX 6HX | 6HX | | Class of Fit
TICN CRN NT2 | TICN | NT2 | TICN | | Coating
Carbide HSS Extra HSS Extra | HSS Extra | HSS Extra | HSS Extra | | Cutting Material
R15 R15 L15 ) L15 R15 | R15 | | Technical Characteristics
E/15-2 E/15-2 D/45 | D/45 | C/2-3 | c/23 || gyvVv
E/M E E/0/P | E/O0/P | E/O0/P | E/O0/P | ‘}
max. 2 X dy max. 2 X d4 max. 3 x d4 max. 2 X d4 Thread Depth
T and Hole Shape
n
N 146 ) N (42 P4i51 | | Pl4161 )| Pl41:61 | | P 4181 | | Applications — Material
31-41 | 31-41 | 31-41 | 31-41 |
N 24527 | N'24527 | | N24527 | N 24527 |
§$ 112224 | S 112224 | S 112224 | S 11-22,24
B0980801 B046L801 B0306001 B0309601 B0456001 B0459601 Tool Identification
VHM Rekord Rekord Rekord Rekord Rekord
Rekord 1D-PVC/E 1C-TI 1C-TI 1D-TI 1D-TI Dimens. Nominal P
1D-GAL/E | & CRN 8 NT2 8 TICN 8 NT2 8 TICN 8 ID Size
IKZ-TICN | =2 2 2 2 2 2 o dq
* 2 * 2 * 2 * 2| .0020 M 2 0.4
* 2 * 2 * 2 * 2| .0025 M 25 0.45
* 2 ° 2 * 2 ° 2 * 2| .0030 M 3 0.5
° 3 .0035 M 35 0.6
* 3 * 8 ° 3 * 8 ° 3 * 3| .0040 M 4 0.7
.0045 M 45 0.75
* 3 * 3 ) 3 * 3 ° 3 * 3| .0050 M 5 0.8
* 3 * 3 ° 3 * 3 ° 3 * 3| .0060 M 6 1
* 3 * 3 ) 3 * 3 ° 8 * 3| .0080 M 8 1.25
* 3 * 3 ° 3 * 3 ° 3 * 3| .0100 M 10 1.5
€0306001 €0309601 €0456001 €0459601 Tool Identification
Rekord Rekord Rekord Rekord
2C-TI 2C-TI 2D-TI 2D-TI Dimens. Nominal P
NT2 8 TICN 8 NT2 8 TICN 8 ID Size
E = = = o dy
T8 T8 TS TS
° 8 * 8 ° 3 * 3| .0112 M 12 1.75
.0114 M 14 2
) 3 * 3 ° 3 * 3| .0116 M 16 2
.0118 M18 2.5
° 8 * 8 ° 3 * 3| .0120 M 20 2.5
.0122 M 22 2.5
° 8 * 8 ° 3 * 3| .0124 M 24 3
.0127 M 27 3
.0130 M 30 8l6
.0133 M 33 3.5
.0136 M 36 4
.0142 M 42 4.5
.0145 M 45 45
.0148 M 48 5
.0152 M 52 5
@ = In stock EMUGE BT

= Allow 7 days for delivery




E M UE E Machine Taps HSS Extra, HSSE-PM

TILEG NI
DIN Length - DIN Shank Titanium Nickel
Alloys Alloys
Iy |
I3 ﬂ@ g E! §E|
[ E
2 = : il il
= st L' | Reinforced Shank
= = [ 1 (M2-M10)
[
Io O
1lsl 1 L__| Reduced Shank
s | s [ | (M12-M52)
o0 Class of Fit BHX | 6HX | BHX |
Coating TICN | TICN | TICN |
Cutting Material HSS Extra | HSSE-PM | HSSE-PM
Technical Characteristics R15 | Log | R10 |
e T gV | cr23 | D/45 || C/2-3
etric Coarse Ihrea & E/0/P | 0/p | 0/p
DIN 13
Thread Depth max. 2 X dy max. 3 x dy max. 2 X d4
and Hole Shape i
i
Applications — Material 41 J 41 J 41
S 123 J N (28 1| N28
S 123 1| S 23
S 23256 | S 23256
. Tool Identification | B040V401 B030J401 B438J401
Reinforced Shank ﬂ Rekord Rekord Rekord
Nominal mm Dimens. | 1DF-TILEG 1C-NI-PM 1DF-NI-PM
Size P I lp I3 o dy O i ID TICN é TICN é TICN é
0dy s T T
M 2 0.4 45 7 12 2.8 2.1 1.6 .0020
M 25 0.45 50 9 14 2.8 2.1 2.05 .0025
M 3 0.5 56 11 18 35 2.7 2.5 .0030 * 2 * 2 * 2
M 35 0.6 56 12 20 4 3 29 .0035
M 4 0.7 63 13 21 45 34 | 33 .0040 * 3 * 3 * 3
M 45 0.75 70 14 25 6 4.9 37 .0045
M 5 0.8 70 15 25 6 4.9 42 .0050 * 3 * 3 * 3
M 6 1 80 17 30 6 4.9 5 .0060 * 3 * 3 * 3
M 8 1.25 90 20 85 8 6.2 6.8 .0080 * 3 * 3 * 3
M 10 15 100 22 39 10 8 8.5 .0100 * 3 * 3 * 3
Tool Identification €030J401 C438J401
Reduced Shank : ﬂ T o
Nominal mm Dimens. 2C-NI-PM 2DF-NI-PM
Sze P b Lk e O | 4| D MICHES! & NNTICES) 2
0 dy i c
M 12 175 110 24 — 9 7 10.2 .0112 * 3 * 3
M 14 2 110 26 — 11 9 12 .0114 * 3 * 3
M 16 2 110 27 — 12 9 14 .0116 * 3 * 3
M 18 2.5 125 30 — 14 11 15.5 .0118
M 20 2.5 140 32 — 16 12 17.5 .0120 * 3 * 3
M 22 2.5 140 32 — 18 145 | 195 .0122
M 24 3 160 34 — 18 145 | 21 .0124
M 27 3 160 36 — 20 16 24 .0127
M 30 35 180 40 — 22 18 26.5 .0130
M 33 35 180 40 — 25 20 29.5 .0133
M 36 4 200 50 — 28 22 32 .0136
M 42 4.5 200 56 — 32 24 375 .0142
M 45 45 220 58 — 36 29 40.5 .0145
M 48 5 250 65 — 36 29 43 .0148
M 52 5 250 65 — 40 32 47 .0152

66 Ordering Example: B040V401.0030



Machine Taps

H
Materials of High
Tensile Strength

HSS Extra, Carbide E M UG E

il | N
a ¥ :
T
L4y
6HX | 6HX | 6HX 6HX | 6HX | Class of Fit
NT J TICN TICN | TICN | Coating
HSS Extra | HSS Extra | HSS Extra | HSS Extra | Carbide | Cutting Material
Technical Characteristics
c/2-3 | c/2-3 | C/2-3 | C/2-3 | c/2-3 | el
E/0/P | E/0/P | E/0 | E/0 | E/0 | ¢
max. 2 X d4 max. 2 X d4 max. 2 X d4 max. 2 X d4 Thread Depth
T T T T and Hole Shape
L L L L
L 1) = ) =
P1131 | P1141 | P 1141 P 1141 | P51 J Applications — Material
K@A142 | KAi42 ) | K[A142 K1142 || K142
N [24-7 | | N247 | | Ni247 N [24-7 | N 15-6,26-8
N 41,51 1| N41,51 1 | N41,51 N 41,51 1| N 41,4352
H 1.1-2
B0100501 B0109101 B1959101 B1069101 B1950901 Tool Identification
Rekord Rekord Rekord Rekord VHM
1A-H 1A-H 1A-H-IKZ 1A-H-IKZN Rekord Dimens. Nominal P
NT 8 TICN 8 TICN 8 TICN 8| 1A-H-IKZ | 8 ID Size
E E} E E ) 0 d
[T [T [T [T [T
* 3 * 8 .0020 M 2 0.4
* 3 * 3 upon .0025 M 25 0.45
° 3 * 3 * 3 .0030 M 3 0.5
° 3 * 3 request .0035 M 35 0.6
° 3 * 8 * 3 .0040 M 4 0.7
.0045 M 4.5 0.75
° 3 ° 8 * 3 * 8 .0050 M 5 0.8
° 3 ° 3 * 3 ° 3 .0060 M 6 1
° 3 ° 8 * 8 o 8 .0080 M 8 1.25
° 3 * 3 * 3 ° 3 .0100 M10 15
€0100501 €0109101 1959101 1069101 1950901 Tool Identification
Rekord Rekord Rekord Rekord KHM
2A-H 2A-H 2A-H-IKZ 2A-H-IKZN Rekord Dimens. Nominal P
NT 8 TICN 8 TICN 8 TICN 8| 2A-H-IKZ | 8 ID Size
] ] ] ] E] o dq
[T TS L [T [TH
° 3 * 3 * 3 ° 3 .0112 M 12 1.75
° 3 * 3 * 3 upon * 4 .0114 M 14 2
° 8 * 8 * 8 * 4 .0116 M 16 2
request * 4 .0118 M 18 2.5
° 4 * 4 * 4 * 4 .0120 M 20 2.5
* 4 .0122 M 22 2.5
° 4 * 4 * 4 .0124 M 24 3
* 4 .0127 M 27 3
.0130 M 30 8o
.0133 M 33 3.5
.0136 M 36 4
.0142 M 42 4.5
.0145 M 45 45
.0148 M 48 5
.0152 M 52 5
o = In stock 1) Threading in through holes is possible only with external cooling/Iubrication

= Allow 7 days for delivery

B v




E M UE E Machine Taps

DIN Length - DIN Shank

Reinforced Shank

HGUT

Hardened
Steels

EnMUcE
T T

HSSE-PM

2 (M4 - M10)
[
l2
Ilsl 1 L__| Reduced Shank
= | = [ 1 (M12-M20)
o0 Class of Fit BHX
Coating TICN
Cutting Material HSSE-PM
Technical Characteristics
ISO Metric C Thread et L2
etric Loarse Ihrea ‘> 0/P
DIN 13
Thread Depth | max. 1.5 x dy
and Hole Shape T
|
Applications — Material | H 1.1-2
R Tool Identification B010J901
Reinforced Shank , ﬂ P
Nominal mm Dimens. [1A-HCUT-PM
Size J I lp s ed, 0O i ID R £
0dy i
M 4 0.7 63 7 21 45 3.4 34 .0040
M 5 0.8 70 8 25 6 49 4.3 .0050
M 6 1 80 10 30 6 49 5.1 .0060 * 4
M 8 1.25 90 14 35 8 6.2 6.9 .0080 * 5
M 10 1.5 100 16 39 10 8 8.6 .0100 * g
Tool Identification | C010J901
Reduced Shank , ﬂ ]
Nominal mm Dimens. [2A-HCUT-PM
Size J I Iy l ed O | 4 ID LE P
0dq i
M 12 1.75 110 18 — 9 7 10.4 0112 * 5
M 14 2 110 20 — 11 9 12.2 .0114
M 16 2 110 22 — 12 9 14.2 .0116 *
M 20 2.5 140 25 — 16 12 17.7 .0120 * 7

®

Ordering Example: B010J901.0060



Machine Taps Carbide E M UG E

HCUT

DIN Length - DIN Shank Hardened

Steels
i A
= o
] |

h
I3
Iy O
= e *f —— —— — 71— Reinforced Shank 2)

Class of Fit 6HX | 6HX

60°
Coating TICN | TICN

Cutting Material Carbide | Carbide

Technical Characteristics

YW | bpias || cl23

ISO Metric Coarse Thread & 0/p 0/P

DIN 13 -
Thread Depth | max. 1.5 x dq max. 1.5 x dq

and Hole Shape T
n

S e s S

Applications — Material | H (1.3-4 )| H134

. Tool Identification| B016K101 B010K101
Reinforced Shank : ﬂ i i

; Dimens. Rekord Rekord
e r o LML es O ID | 1A-HCUT/D | §| 1A-HCUT/C | B

o dy A men  |3| men |3

M 3 05 63 6 18 45 34 | 255 | 0030 * 3 * 3
M 4 0.7 63 8 20 45 34 | 34 | .0040 * 4 * 4
M 5 0.8 70 10 26 6 49 | 43 | .0050 * 4 * 4
M 6 1 80 12 28 6 49 | 51 .0060 * 4 * 4
M 8 125 90 15 35 8 6.2 | 69 | .0080 * 5 * 5
M 10 15 100 18 38 10 8 86 | .0100 * 5 * 5
M 12 175 110 21 a4 12 9 [104 | 0112 * 5 * 5
M 14 2 10 24 44 14 11 [122 | 0114
M 16 2 10 24 44 1612|142 | 0116 * 6 * 6

2) Please note: Use solid carbide tap VHM-Rekord 1A-HCUT/D-TICN as No.1 tap!

@ = In stock EMUGE I
= Allow 7 days for delivery



E M UE E Machine Taps

DIN Length - DIN Shank

HSS Extra

4
CNC-Controlled

Machines
[
I3 b
I
= st L' | Reinforced Shank
= = [ 1 (M2-M10)
[
l2
1lsl 1 L__| Reduced Shank
= || b [ 1 (M12-M52)
o0 Class of Fit BHX BHX 6HX BHX BHX
Coating TICN | TICN TICN TICN | TICN
Cutting Material HSS Extra | HSS Extra | HSS Extra HSS Extra | HSS Extra
Technical Characteristics
e T g™V | c/23 C/23 || /23 E/15-2 || E/15-2
D|N1;m oarse fhrea | o E/O E/O E/0/P E/O
Thread Depth max. 2 X d4 max. 2 X d4 max. 2 X dy max. 2 X dy max. 2 X d4
and Hole Shape T T T T T
L L LL| L L
e ) = . ) =
Applications — Material | P [1.1-41 | | P [1.1-41 P 1.1-41 P1141 | | P 1141
K142 || K[11-42 KHi142 | K142 | | K142
N 14-6,24-7 | N 146,247 | N 146,247 | N 146,247 | | N 146,247
N (41 1| N4 1| N4 1| N4 )| N4 )
Reinforced Shank Tool Identification| B0109401 B1959401 B1069401 B0119401 B1969401
] Rekord Rekord Rekord Rekord Rekord
Nominal mm Dimens. 1A-Z 1A-Z-1KZ 1A-Z-IKZN 1A-Z/E 1A-Z/E-IKZ
(] (7] w 7] wn
Size P I lp I3 odp O 2 D TICN g TICN g TICN £ TICN g TICN g
o dq i i e i i
M 2 0.4 45 4 12 2.8 2.1 1.6 .0020
M 25 0.45 50 5 14 2.8 2.1 2.05 .0025
M 3 0.5 56 6 18 35 2.7 25 .0030 * 3 * 3
M 35 0.6 56 7 20 4 3 29 .0035
M 4 0.7 63 7 21 45 34 | 33 .0040 * 3 * 3 * 3 * 3
M 45 0.75 70 8 25 6 4.9 37 .0045
M 5 0.8 70 8 25 6 49 | 42 .0050 * 3 * 3 * 3 * 3
M 6 1 80 10 30 6 4.9 5 .0060 * 3 * 3 * 3 * 3 * 3
M 8 1.25 90 14 35 8 6.2 6.8 .0080 * B * 3 * 3 * 3 * B
M 10 1.5 100 16 39 10 8 8.5 .0100 * 3 * 3 * 3 * 3 * 3
Tool Identification| C0109401 €1959401 €0119401 1969401
Reduced Shank !M Rekord Rekord Rekord Rekord
Nominal mm Dimens. 2A-7 2A-Z-IKZ 2A-7/E 2A-7/E-IKZ
Size P I lp I3 6d, O 2 D TICN é TICN é TICN é TICN é
o dy i i i [
M 12 175 110 18 — 9 7 10.2 .0112 ° 3 * 3 * 3 * 3
M 14 2 110 20 — 11 9 12 .0114 * 3 * 3 * 3 * 3
M 16 2 110 22 — 12 9 14 .0116 * 3 * 3 * 3 * 3
M 18 2.5 125 25 — 14 11 15.5 .0118
M 20 2.5 140 25 — 16 12 17.5 .0120 * 4 * 4 * 4 * 4
M 22 2.5 140 27 — 18 145 | 195 .0122
M 24 3 160 30 — 18 145 | 21 .0124 * 4
M 27 3 160 30 — 20 16 24 .0127
M 30 3 180 35 — 22 18 26.5 .0130
M 33 35 180 35 — 25 20 29.5 .0133
M 36 4 200 40 — 28 22 32 .0136
M 42 4.5 200 45 — 32 24 375 .0142
M 45 45 220 45 — 36 29 40.5 .0145
M 48 5 250 50 — 36 29 43 .0148
M 52 B 250 50 — 40 32 47 .0152

" EE

1) Threading in through holes is possible only with external cooling/lubrication

Ordering Example: B0109401.0030



Machine Taps HSSE-PM E M UG E

Z
CNC-Controlled
Machines
N N Al b N N Al 0
6HX | 6HX | 6HX 6HX | 66X | 6GX 66X | 66X | [ Class of Fit
TIN-70 | GLT-1 | TIN-70 GLT-1 | TIN-70 | GLT-1 TIN-70 | GLT-1 | | Coating
HSSE-PM | HSSE-PM | HSSE-PM HSSE-PM | HSSE-PM | HSSE-PM HSSE-PM | HSSE-PM | | Cutting Material
Technical Characteristics
B/4-5 B/45 | B/4-5 B/4-5 | B/4-5 B/4-5 B/45 | B/45 || gV
E/Q/P E/0/P | E/Q E/0 | E/Q/P E/OQ/P E/0 | E/0 | ‘}
max. 3 x d4 Thread Depth
T and Hole Shape
n
P 1151 .| P 1151 | P 1151 | P 1151 | P 1151 0| P 1151 | P 1151 1| P 1351 ~ | Applications — Material
1131 | 11-31 | 1131 | 1131 | 1131 | 1131 | 11-31 | 1.1-31
K21 1| K21 1| K21 1| K241 ]| K21 1| K21 ]| K21 1| K21
N 1422245 | N 1422245 | N 1422245 | N 1422245 | N 1422245 | N 1422245 | N 1422245 | N 1422245
S [ 1| S 3| S 1| S 3| S 3| S Wi 1| S 1| SAA )
B0208F01 B020A601 B1088F01 B108A601 B0208F21 B020A621 B1088F21 B108A621 Tool Identification
Rekord Rekord Rekord Rekord Rekord Rekord Rekord Rekord
1B-Z-PM 1B-Z-PM 1B-Z-IKZN 1B-Z-IKZN 1B-Z-PM 1B-Z-PM 1B-Z-IKZN 1B-Z-IKZN Dimens. Nominal P
TIN-70 |8 GLT-1 8| PM-TIN-70 | | PM-GLT-1 | &| TIN-70 | & GLT-1 8| PM-TIN-70 | | PM-GLT-1 | & ID Size
= = = = = = = = o dq
[T [T [T [T [T [T [T [T
* 2 * 2 * 2 * 2 .0020 M 2 0.4
* 2 * 2 upon upon * 2 * 2 upon upon .0025 M 25 0.45
* 3 * 3 * 3 * 3 .0030 M 3 0.5
* 3 * 3 request request request request .0035 M 3.5 0.6
* 3 * 3 * 3 * 3 .0040 M 4 0.7
.0045 M 45 0.75
* 3 * 3 * 3 * & .0050 M 5 0.8
* 3 * 3 * 3 * 3 .0060 M 6 1
* 4 * 4 * 4 * 4 .0080 M 8 1.25
* 4 * 4 * 4 * 4 .0100 M 10 1.5
C0208F01 C020A601 C1088F01 C108A601 C0208F21 C020A621 C1088F21 C108A621 Tool Identification
Rekord Rekord Rekord Rekord Rekord Rekord Rekord Rekord
2B-Z-PM 2B-Z-PM 2B-Z-IKZN 2B-Z-IKZN 2B-Z-PM 2B-Z-PM 2B-Z-IKZN 2B-Z-IKZN Dimens. Nominal P
TIN-70 |8 GLT-1 8| PM-TIN-70 | 8| PM-GLT-1 | 8| TIN-70 | & GLT-1 8| PM-TIN-70 | 8| PM-GLT-1 | & ID Size
3 El = 3 E 3 = = o dy
[T TS L [T T8 [T TS TS
* 4 * 4 * 4 * 4 0112 M 12 1.75
* 4 * 4 upon upon upon upon .0114 M 14 2
* 4 * 4 * 4 * 4 .0116 M 16 2
request request request request .0118 M 18 2.5
* 4 * 4 * 4 * 4 .0120 M 20 2.5
.0122 M 22 2.5
* 4 * 4 * 4 * 4 .0124 M 24 3
.0127 M 27 3
* 4 * 4 .0130 M 30 8o
.0133 M 33 3.5
.0136 M 36 4
.0142 M 42 4.5
.0145 M 45 45
.0148 M 48 5
.0152 M 52 5

@ = In stock EMUGE IS

= Allow 7 days for delivery



EMUEE Machine Taps HSS Extra

4
DIN Length - DIN Shank CNC-Controlled
Machines
[
£ 3 3
I m]
= ot [ 1 Reinforced Shank
= = | (M2-M10)
[
Io O | |
1lsl 1 s L__| Reduced Shank i i
S - s 1 (M12-M52)
- Class of Fit BHX | 6HX | BHX | BHX IS0 2/6H |
Coating TIN ] TIN ] TIN ] TIN
Cutting Material HSS Extra | HSS Extra | HSS Extra | HSS Extra HSS Extra |
Technical Characteristics R15 | R15 | R15 | R15 R45 |
e T ™V C/2-3 | C/2-3 | C/23 ||  E/152 C/2-3 |
etric Loarse hrea | o E/0 | E/0 | E/O E/0/P
DIN 13
Thread Depth max. 2 X d4 max. 3 x d4
and Hole Shape H H
Applications — Material | P 2161 1 | P 2161 | [ P{21-504 | | P{2161 | | P 1141 |
K 21-2 ) | K212 )| K212 ) | K212 ] 1.1-21
N 146,245 | N (146,245 | N (146245 | N 146,245 | N 21
Reinforced Shank Tool Identification| B0453701 B0963701 B4253701 B4053701 B0503500
!ﬂ Rekord Rekord Rekord Rekord Enorm
Nominal Dimens. | 1D-Z 1D-Z-1KZ 1D-Z-BF 1D-Z/E-BF 1-Z
Sze. P W Lo, ed O L N |8 TN |g| KzTN | 8| Kz-TIN [ g
od; £ : : 3 3
M 2 0.4 45 4 12 2.8 2.1 1.6 .0020
M 25 0.45 50 5 14 2.8 2.1 2.05 .0025
M 3 0.5 56 6 18 35 2.7 2.5 .0030 * 2 * 3
M 3.5 0.6 56 7 20 4 3 2.9 .0035 * 3
M 4 0.7 63 7 21 45 34 8.3 .0040 * 3 * 3 * 3 * 3 * 3
M 4.5 0.75 70 8 25 6 4.9 3.7 .0045
M 5 0.8 70 8 25 6 4.9 4.2 .0050 * 3 * 3 * 3 * 3 * 3
M 6 1 80 10 30 6 4.9 5 .0060 * 3 * 3 * 3 * 3 * 3
M 8 1.25 90 14 89 8 6.2 6.8 .0080 * 8 * & * 3 * 3 * 8
M 10 1.5 100 16 39 10 8 8.5 .0100 * 3 * 3 * 3 * 3 * 3
Reduced Shank Tool Identification | C0453701 €0963701 C4253701 €4053701 €0503500
u !M Rekord Rekord Rekord Rekord Enorm
Nominal Dimens. 2D-Z 2D-Z-1KzZ 2D-Z-BF 2D-Z/E-BF 2-7
Sz P 4, Lo, ed O L ® N (gl TN |g| KzTN |8 KzTIN [ 8
ods “ 8 “ : =
M 12 1.75 110 18 — 2) 7 10.2 0112 * & * & * 3 * 3 * 4
M 14 2 110 20 — 11 9 12 .0114 * 4
M 16 2 110 22 — 12 9 14 .0116 * & * & * 3 * 3 * 4
M 18 2.5 125 25 — 14 1 15.5 .0118 * 4
M 20 2.5 140 25 — 16 12 17.5 .0120 * 3 * & * 3 * 3 * 4
M 22 2.5 140 27 — 18 14.5 19.5 .0122 * 5
M 24 3 160 30 — 18 14.5 21 .0124 * & * 5
M 27 3 160 30 — 20 16 24 .0127
M 30 3.5 180 319 — 22 18 26.5 .0130 * 4
M 33 3.5 180 35 — 25 20 29.5 .0133
M 36 4 200 40 — 28 22 32 .0136
M 42 4.5 200 45 — 32 24 37.5 .0142
M 45 4.5 220 45 — 36 29 40.5 .0145
M 48 5 250 50 — 36 29 43 .0148
M 52 5 250 50 — 40 32 47 .0152

72 Ordering Example: B0453701.0030



Machine Taps

4
CNC-Controlled

Machines
] ] ]
hl M hl
] ] ]
ISO 2/6H | ISO 2/6H | ISO 2/6H | ISO 2/6H | ISO 2/6H | ISO 2/6H | ISO 2/6H | IS0 3/6G | | Class of Fit
TIN J GLT-1 | GLT-1 | TIN J GLT-1 | TIN J TIN | | Coating
HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | | Cutting Material
R45 | R45 | R45 | R45 | R45 | R45 | R4s | R45 | | Technical Characteristics
c/2-3 | c/2-3 | C/2-3 || E/152 || E/152 || E/152 || E/152 ||  E/152 || &YW
E/O0/P | E/0/P | E/0 | E/Q0/P | E/O0/P | E/Q0/P | E/0 | E/O0/P | ‘}
max. 3 x d4 Thread Depth
‘@' and Hole Shape
P1141 || PA141 || PA141 || PA141 | P141 | P{11-41 | P(1141 | P{1-41 | | Applications — Material
1131 | 11-31 ) 1131 | 1121 | 1131 | 1131 | 11-31 ) 1131 |
N 1.4-6 1| N146 1| N1.46 1| N21 1| N146 1| N1.46 1| N146 1| N1.46 ]
N 21-2,245 | N 21-2,245 | N 21-2,24-5 N 21-2,245 | | N 21-2,245 | N 21-2245 | N 21-2,24-5
S [ ]| S ]| S [ ) S i )| S Wi ]| S ]| S [ )
B0503700 B050C400 B099C400 B0513500 B0513700 B051C400 B0973700 B0513720 Tool Identification
Enorm Enorm Enorm Enorm Enorm Enorm Enorm Enorm
1-Z 1-Z 1-Z-1KZ 1-Z/E 1-2/E 1-2/E 1-Z/E-IKZ 1-2/E Dimens. Nominal P
TIN 8 GLT-1 8 GLT-1 8 8 TIN 8 GLT-1 8 TIN 8 TIN 8 ID Size
= = = = = = = = o dq
[T '™ [T [T '™ [T '™ '™
.0020 M 2 0.4
.0025 M 25 0.45
* 3 * 3 * 3 o 3 * & * 3| .0030 M 3 0.5
* 3 .0035 M 35 0.6
* 3 * 3 ° 3 ° 3 * 3 * 3| .0040 M 4 0.7
.0045 M 45 0.75
* 3 * 3 * 3 ° 3 ° 3 * 3 * 3 * 3| .0050 M 5 0.8
* 3 * 3 * 3 * 3 ° 3 * 3 ° 3 * 3| .0060 M 6 1
* 3 * 3 * 3 ° 3 ° 3 * 3 ° 8 * 3| .0080 M 8 1.25
* 3 * 3 * 3 * 3 ° 3 * 3 ° 3 * 3| .0100 M 10 1.5
€0503700 C050C400 C099C400 €0513500 C0513700 C051C400 €0973700 C0513720 Tool Identification
Enorm Enorm Enorm Enorm Enorm Enorm Enorm Enorm
2-Z 2-Z 2-Z-1KZ 2-Z/E 2-Z/E 2-7/E 2-Z/E-IKZ 2-Z/E Dimens. Nominal P
TIN 8 GLT-1 8 GLT-1 8 8 TIN 8 GLT-1 2 TIN 8 TIN 8 ID Size
3 El = 3 E 3 = = o dy
[T TS L [T T8 [T TS TS
* 4 * 4 * 4 * 4 ° 4 * 4 * 4 * 41 .0112 M12 1.75
* 4 * 4 .0114 M 14 2
* 4 * 4 * 4 * 4 ) 4 * 4 * 4 * 41 .0116 M 16 2
* 4 .0118 M 18 2.5
* 4 * 4 * 4 * 4 * 4 * 4 * 4 * 41 .0120 M 20 2.5
* 5 .0122 M 22 2.5
* 5 * ® * B * 5 .0124 M 24 3
.0127 M 27 3
.0130 M 30 8l6
.0133 M 33 3.5
.0136 M 36 4
.0142 M 42 4.5
.0145 M 45 45
.0148 M 48 5
.0152 M 52 5
@ = In stock EMUGE IR

= Allow 7 days for delivery




E M UE E Machine Taps HSS Extra
SPEED
DIN Length - DIN Shank High-Speed
Cutting
Iy N
I3 k;
Io E
]
= st L' | Reinforced Shank '
= = [ 1 (M2-M10)
[
l2
1lsl 1 L__| Reduced Shank
s | = [ | (M12-M52)
o0 Class of Fit 6HX 6HX 6HX BHX
Coating TICN | TICN TICN | TICN |
Cutting Material HSS Extra | HSS Extra | HSS Extra | HSS Extra |
Technical Characteristics
IS0 Metric C Thread :fff“ C/2-3 C/2-3 E/15-2 | E/15-2 |
etric Coarse Ihrea ‘> . . ‘ £ A £
DIN 13
Thread Depth max. 2 X d4 max. 2 X d4 max. 2 X d4 max. 2 X d4
and Hole Shape T T T T
L L LL| LL|
1) —— ) ——
Applications — Material | K [1.1-42 1 | K{1.1-42 K 1.1-42 K 1.1-42
N [1.4-6 | | N146 N [1.4-6 N 146
Reinforced Shank Tool Identification| B3159401 B3179401 B3169401 B3189401
] Rekord Rekord Rekord Rekord
Nominal mm Dimens. | 1A-SPEED 1A-SPEED 1A-SPEED/E| |1A-SPEED/E
Size P I lp Iy g dy O 2 ID IKZ-TICN | 8| IKZN-TICN | &| IKZ-TICN | &| IKZN-TICN | &
ody 2 2 2 2
M 2 0.4 45 4 12 2.8 2.1 1.6 .0020
M 25 0.45 50 5 14 2.8 2.1 2.05 .0025 upon
M 3 0.5 56 6 18 35 2.7 2.5 .0030
M 35 0.6 56 7 20 4 3 29 .0035 request
M 4 0.7 63 7 21 45 34 3.3 .0040 * 3 * 3
M 45 0.75 70 8 25 6 4.9 3.7 .0045
M 5 0.8 70 8 25 6 4.9 4.2 .0050 ° 3 * 3
M 6 1 80 10 30 6 49 5 .0060 ° 3 * 3 * 3
M 8 1.25 90 14 35 8 6.2 6.8 .0080 ° 3 * 3 * 3
M 10 1.5 100 16 39 10 8 8.5 .0100 ° 3 * 3 * 3
Tool Identification| C3159401 €3169401
Reduced Shank : ﬂ T e
Nominal mm Dimens. | 2A-SPEED 2A-SPEED/E
Size P I lp Iy 9 dy O 2 D IKZ-TICN | 8 IKZ-TICN | 8
0dy |.T=. u_=.
M 12 1.75 110 18 — 9 7 10.2 .0112 ° 3 * 3
M 14 2 110 20 — 11 9 12 .0114 * 3 * 3
M 16 2 110 22 — 12 9 14 .0116 ° 3 * 3
M 18 2.5 125 25 — 14 11 15.5 .0118
M 20 2.5 140 25 — 16 12 17.5 .0120 ° 4 * 4
M 22 2.5 140 27 — 18 145 | 195 .0122
M 24 3 160 30 — 18 145 | 21 .0124
M 27 3 160 30 — 20 16 24 .0127
M 30 35 180 35 — 22 18 26.5 .0130
M 33 35 180 35 — 25 20 29.5 .0133
M 36 4 200 40 — 28 22 32 .0136
M 42 4.5 200 45 — 32 24 37.5 .0142
M 45 45 220 45 — 36 29 40.5 .0145
M 48 5 250 50 — 36 29 43 .0148
M 52 5 250 50 — 40 32 47 .0152

"

1) Threading in through holes is possible only with external cooling/lubrication

Ordering Example: B3159401.0040



Machine Taps HSSE-PM E M UG E

SPEED
DIN Length - DIN Shank High-Speed
Cutting
[
| BB
3
2 O I o L
I ] I
= st L | Reinforced Shank
= = [ 1 (M2-M10)
[
Io O
1lsl 1 L__| Reduced Shank d
s | = [ | (M12-M52) i
o0 Class of Fit BHX | BHX | BHX | 6HX |
Coating TIN-70 | TIN-70 | TIN-60 | TIN-60 |
Cutting Material HSSE-PM | HSSE-PM | HSSE-PM | HSSE-PM
Technical Characteristics R45 | R45 |
O S 0 B/45 | B/45 | C/23 | C/2-3
etric Coarse Ihrea & . ‘ £ A £ ‘ £
DIN 13
Thread Depth max. 3 x dy max. 3 x dy
and Hole Shape i
i
Applications — Material | P (1141 1 | P 1141 | | P2141 | P 2141
K 21-2 1| K212
N (1.4-6 1| N[14s6
Reinforced Shank Tool Identification| B3208F01 B3258F01 B3600F01 B3650F01
] Rekord Rekord Enorm Enorm
Nominal mm Dimens. |1B-Z-SPEED| |1B-Z-SPEED 1-Z-SPEED 1-Z-SPEED
Size P I Iy I3 odp O ID PM-TIN-70 | &| IKZN-PM | &| X-PM | 8| X-IKZ-PM | &
0 d; 4 2| mn7o |3 TIN60 |3 TIN-60 |3
M 2 0.4 45 4 12 2.8 2.1 1.6 .0020
M 25 0.45 50 5 14 2.8 2.1 2.05 .0025 upon
M 3 0.5 56 6 18 35 2.7 25 .0030
M 35 0.6 56 7 20 4 3 29 .0035 request
M 4 0.7 63 7 21 45 34 | 33 .0040 * 3 * 3 * 3
M 45 0.75 70 8 25 6 4.9 37 .0045
M 5 0.8 70 8 25 6 4.9 42 .0050 * 3 * 3 * 3
M 6 1 80 10 30 6 49 5 .0060 * 3 * 3 * 3
M 8 1.25 90 14 35 8 6.2 6.8 .0080 * 4 * 3 * 3
M 10 15 100 16 39 10 8 8.5 .0100 * 4 * 3 * 3
Tool Identification| C3208F01 C3600F01 C3650F01
Reduced Shank 'ﬂ Rekord Enorm Enorm
Nominal Dimens. |2B-Z-SPEED 2-Z-SPEED 2-Z-SPEED
Sz P 4, L, ed O ID | PM-TIN-70 | § XPM | 8| X-IKZ-PM |8
od; A E TIN-60 | 3| TIN60 |3
M 12 175 110 18 — 9 7 10.2 .0112 * 4 * 4 * 4
M 14 2 110 20 — 11 9 12 .0114
M 16 2 110 22 — 12 9 14 .0116 * 4 * 4 * 4
M 18 2.5 125 25 — 14 11 15.5 .0118
M 20 2.5 140 25 — 16 12 17.5 .0120 * 4 * 4 * 4
M 22 2.5 140 27 — 18 145 | 195 .0122
M 24 3 160 30 — 18 145 | 21 .0124
M 27 3 160 30 — 20 16 24 .0127
M 30 35 180 3 — 22 18 26.5 .0130
M 33 35 180 35 — 25 20 29.5 .0133
M 36 4 200 40 — 28 22 32 .0136
M 42 4.5 200 45 — 32 24 375 .0142
M 45 4.5 220 45 — 36 29 40.5 .0145
M 48 5 250 50 — 36 29 43 .0148
M 52 5 250 50 — 40 32 47 .0152

@ = In stock EMUGE I
= Allow 7 days for delivery



EMUEE Machine Taps HSS Extra

DIN Length - DIN Shank i St

Materials

With internal chip collector

0 dq
L
-
T

RN S - Reduced Shank

Class of Fit BHX

—_—

Coating NE2
M Cutting Material HSS Extra

Technical Characteristics

) 0 C/2-3
ISO Metric Coarse Thread O =00
DIN 13 —
Thread Depth max. 1.5 x dq
and Hole Shape T
n
Applications — Material P 1141
1121 |
K 1.1-4.2 J
Tool Identification €0803001
Reduced Shank : M Robust
Nominal mm / Dimens. 2X-VA
Size J I I, o dy O 2 ID NE2 g
0dy i
M 20 2.5 140 32 16 12 17.5 .0120 * 5
M 22 2.5 140 32 18 14.5 19.5 .0122 * 5
M 24 3 160 34 18 14.5 21 .0124 * 3
M 27 3 160 36 20 16 24 .0127 * 5
M 30 38 180 40 22 18 26.5 .0130 * 6
M 33 3.5 180 40 25 20 29.5 .0133 * 6
M 36 4 200 50 28 22 32 .0136 * 6
M 42 4.5 200 56 32 24 37.5 .0142 * 6
M 45 45 220 58 36 29 40.5 .0145 * 6
M 48 5 250 65 36 29 43 .0148 * 6
M 52 5 250 65 40 32 47 .0152 * 6
M 56 5.5 250 70 40 32 50.5 .0156 * 7
M 60 5 280 70 45 35 54.5 .0160 * 7
M 64 6 315 75 50 39 58 .0164 * 7
M 68 6 315 75 50 39 62 .0168 * 7
> M56 Shank with grooves for better handling! The Complete Tool System
Robust 2X-VA Taps when used with a KSN Type
1) If possible, use paste lubrication, coating both the tool and the walls of the drilled hole. tapping attachment creates the optimal tapping unit!

Lubrication with oil is possible only in the vertical machining of blind holes, if the hole is entirely filled with oil.

Larger sizes priced upon request.

76 Ordering Example: CU803001.0120



Machine Taps

Extra Length - DIN Shank

With long flutes and long shank for thread depths up to max. 4 x d4

O

)

wssexra  A=INALIGE
z

CNC-Controlled
Machines

Heg|l= = —=———=—— == —32|= == Reduced Shank
o0 Class of Fit 6HX 6HX BHX
Coating TICN TIN TIN
Cutting Material HSS Extra HSS Extra HSS Extra |
Technical Characteristics R15 R15 J
N C?f” C/2-3 C/2-3 /23 ]
ISO Metric Coarse Thread
DIN 13 ¢ E/O E/O E/0 |
Thread Depth max. 4 x d4 max. 4 x d4
and Hole Shape T
n
1) —— —
Applications — Material P 1141 P 2151 P 2151
K 1142 K 21-2 ) K 21-2 )
N 1.4-6,24-7 N 1.4-6,24-5 N 1.4-6,24-5
N 4.1
Tool Identification €0539401 C4283701 C4063701
Reduced Shank m Rekord Rekord Rekord
Nominal mm | Dimens. | 2A-Z-IKZ-LF4 2D-Z-IKZ-LF4 2D-Z-BF-IKZ-LF4
Size P I I g dy O ..A ID TICN é TIN é TIN é
0dy [ [ el
M 20 2.5 190 25 16 12 17.5 .0120 * 4 * 3 * 3
M 22 2.5 230 27 18 14.5 195 .0122 * 4 * 3
M 24 3 240 30 18 14.5 21 .0124 * 4 * 3 * 3
M 27 3 250 30 20 16 24 .0127 * 4 * 3
M 30 8o 270 35 22 18 26.5 .0130 * 4 * 4 * 4
M 33 35 290 35 25 20 29.5 .0133 * 4 * 4
M 36 4 310 40 28 22 32 .0136 * 4 * 4
M 42 4.5 340 45 32 24 375 .0142 * 4 * 4
M 45 4.5 360 45 36 29 40.5 .0145 * 4 * 4
1) Threading in through holes is possible only with external cooling/lubrication
@ = In stock 77

= Allow 7 days for delivery

EMUGE
[FRANKEN]|



EMUEE Machine Taps HSS Extra

Extra Length - DIN Shank STEEL

Materials

With extra long shank

h 5 u |
: . :
: - i i r
= I st 1.1 Reinforced Shank |
= = (M3 - M8)
h /|
l2 O | :‘_ -':‘ [
1lsl 1 st L__| Reduced Shank = e P
s | s | (M6 - M20) 2) 1) 1)
Class of Fit ISO 2/6H | ISO 2/6H | ISO 2/6H

60° ‘
Coating

Cutting Material HSS Extra | HSS Extra | HSS Extra |

Technical Characteristics R15 | R35 |

o™ B/4-5 || | E/152 | C/2-3

ISO Metric Coarse Thread & /0 /0 £/0 )
DIN 13
Thread Depth max. 3 X d4 max. 2 X d4 max. 2.5 x d
and Hole Shape T
1 |
Applications — Material | P 1181 | | P 2131 | | P [1.1-3.1
N 22 ) N 22

Reinforced Shank Tool Identification| B2208900 B2461000 B2501000
| Rekord Rekord Enorm

Nominal mm Dimens. |1B-STEEL-L 1D-STEEL/E 1-STEEL-LS
(7] (7] (7]
Size ) I Ip Is o dy O 1D s g L8 |2 £
od, - = = 2
M 3 05 100 11 18 85 2.7 2.5 .0030 * B * 3 * 3
M 4 0.7 125 13 21 45 34 33 .0040 * 3 * 3 * 3
M 5 0.8 140 15 25 6 49 4.2 .0050 * B ° 3 * 3
M 6 1 160 17 30 6 49 5 .0060 * 3 ° 3 * 3
M 8 1.25 180 20 35 8 6.2 6.8 .0080 * 3 ° 3 * 3

Tool Identification| C2208900 €2461000 C2501000

Reduced Shank | Rekord Rekord Enorm

Nominal mm Dimens. |2B-STEEL-L 2D-STEEL/E 2-STEEL-LS
(7] (7] (7]
Size P h Iy I3 0d; m] i 1D Ls g B g £
0 dy i i c
M 6 1 160 17 — 45 34 B .0060 * 3 * 3 * 3
M 8 1.25 180 20 — 6 49 6.8 .0080 * 3 * 3 * 3
M 10 15 200 22 — 7 53 8.5 .0100 * 8 * 3 * 3
M 12 1.75 224 24 — 9 7 10.2 .0112 * 3 * 3 * 3
M 14 2 224 26 — 11 9 12 .0114 * 3 * 3 * 3
M 16 2 224 27 — 12 9 14 .0116 * 3 * 3 * 3
M 18 25 250 30 — 14 1 155 .0118 * 3 * 3 * 3
M 20 2.5 280 32 — 16 12 17.5 .0120 * 3 * 3 * 3

78 =\ 9=1 1) From M4 also available with IKZ (axial coolant-thru) Ordering Example: B2208900.0030
2) From M5 also available with IKZN (axial coolant-thru with radial flow into the flutes)



Machine Taps HSS Extra E M U G E

VA H
Stainless Steel Materials of High As a further alternative to our compact types LS we can
Materials Tensile Strength . . . .
. offer you our special shank extensions without and with

coolant-thru (IKZ) for standard taps (see pages 132-138).

Without With Shrink-Fit
coolant-thru coolant-thru with coolant-thru

Short  Long Short  Long Short  Long

te type  type type  type tpe (ML
AR AR AN

b= 104P
b= 104P

2) 2) 1) 1) 1)2)
ISO 2/6H | ISO 2/6H | ISO 2/6H | ISO 2/6H | 6HX
NT ) GLT-1 | GLT-1 NT |
HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra £
R35 | R35 | 2
B/4-5 | B/4-5 | C/2-3 | C/2-3 | C/2-3
E/0/P | E/O0/P | E/0/P | E/O0/P | E/O/P
max. 3 X dy max. 2.5 X dy max. 2 X dy

I 0 Hiuj

PASSI) | P AT | PAAST | PATAT P 1131
1121 | 11-31 | 1121 | 1131 | K1142
K2 | K 20 | K 20 |k 2s N24eT )
N 222567 | N 2200 N 4151
B2203000 B220C300 B2503000 B250C300 B2100501
Rekord Rekord Enorm Enorm Rekord
1B-VA-LS 1B-VA-LS 1-VA-LS 1-VA-LS 1A-H-LS
NT 8| GLT-1 8 8| GLT-1 8 NT 8
= = = = =
[T [Ty [T [T L
* 3 * 3 * 3 * 3
* 3 upon * 3 * 3 * 3
* 3 * 3 * 3 * 3
* 3 request * 3 * 3 * 3
* 3 * 3 * 3 * 3
C2203000 C220C300 2503000 2100501
Rekord Rekord Enorm Rekord
2B-VA-LS 2B-VA-LS 2-VA-LS 2A-H-LS
NT 8| GLT1 8 8 NT 8
= = = =
[T [T [TH T8
* 3 * 3 * 3
* 3 upon * 3 * 3
* 3 * 3 * 3
* 3| request * 3 * 3
* 3 * 3 * 3
* 3 * 3 * 3
* 3 * 3 * 4
* 3 * 3 * 4
@ = In stock 1) From M4 also available with IKZ (axial coolant-thru EMUGE (]
‘ )

* = Allow 7 days for delivery 2) From M5 also available with IKZN (axial coolant-thru with radial flow into the flutes)



E M UE E Machine Taps

HSS Extra

STEEL
ANSI Length - ANSI Shank Steel
Materials
It
I3
I O
J EI’ | L[] Reinforced Shank
= [ (M4-M10)
[}
lo 0O
1lsl 1 o L1 ReducedShank
= | = (M12 - M24)
o0 Class of Fit ISO 2/6H | ISO 2/6H | ISO 2/6H | ISO 2/6H |
Coating TIN TN ) TN )
Cutting Material HSS Extra | HSS Extra | HSS Extra | HSS Extra |
Technical Characteristics R15 | R15 | R35 |
e T ™V B/4-5 || E/152 ||  E/152 | c/2-3 |
DIN1;"c oarse fhrea & E/0 )| E/0 )| E/0 )| E/0 |
Thread Depth max. 3 x dy max. 2 X d4 max. 2.5 x dq
and Hole Shape i
||
Applications — Material | P (1141 1 | P 2131 | | P {1141 | P1141
K21 ) K142 | K21 )
N 22245 | N (14-5,24-5) | N[22 |
Tool Identification | AU208400 AU461000 AU461400 AU501400
Wi Rekord Rekord Rekord Enorm
Nominal inch A Dimens. | B-STEEL-L D-STEEL/E D-STEEL/E STEEL
(7] (7] (7] (7]
Size P I Ip I, edy O | ID TIN £ g TIN £ TIN £
0 dq mm mm s s [ el
M 4 07 |2 18 213 | 0512 0827 0.168 0.131 33 .0040 ° 3 ° 3 ° 3
M5 08 |2 3% 238 |0591 0945 0.194 0.152 | 4.2 .0050 ° 3 ° 3 ° 3 ° 3
M 6 1 2 1/2 250 | 0669 1.102 0.255 0.191 5 .0060 (] 3 [ 3 () 3 ° 3
M 8 125 |22%32 272 |0.787 1.299 0.318 0.238| 6.8 .0080 ° 3 ° 3 ° 3 ° 3
M10 15 |21516 294 | 0.866 1.378 0.381 0.286| 85 .0100 ° 3 ° 3 ) 3 ° 3
M12 175 |3 3 338 |0984 — 0367 0275| 10.2 0112 ° 3 ° 3 ° 3 ° 3
M14 2 31932 359 |1.024 — 0429 0322 | 12 .0114 ° 3 ° 3 ° 3 ° 3
M16 2 31316 3.81 |1.063 — 0480 0.360 | 14 .0116 ° 3 ° 3 ° 3 ° 3
M20 25 |41532 447 |1181 — 0652 0489 | 175 .0120 ° 3 ° 3
M24 3 42932 491 [1339 — 0.760 0570 | 21 .0124 ° 3 ° 4
DIN Length - DIN Shank

e

All ANSI Length - ANSI Shank taps are available

in the popular DIN Length - DIN Shank style.

The DIN Length - DIN Shank configuration allows
for added reach capabilities and greater chip clearance.

"

Ordering Example: AU208400.0040



wssexra  A=INALIGE

Machine Taps
H Z
Stainless Steel Materials of High CNC-Controlled
Materials Tensile Strength Machines
el af
= =
7| |
=) 3 =
ISO 2/6H | ISO 2/6H | 6HX 6HX | ISO 2/6H Class of Fit
NT J NT J TIN J TIN Coating
HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra Cutting Material
R35 R45 Technical Characteristics
B/45 || C/23 | E/152 || E/152 | E/15-2 | el
E/0/P | E/0/P | E/O0/P | E/0/P | E/O/P ‘}
max. 3 x dy max. 2.5 x d4 max. 2 x dy max. 3 x dy Thread Depth
T T and Hole Shape
L | L
PAI81 )| PAIB1 ) PAI81 ) | PAI41 ) P 1141 Applications — Material
1121 | 1121 | K142 | K142 1.1-3.1
K 2 | k 2 N 22700 | N 2EmN Ni14s
N 22,256 | N 41,51 1| N41,51 ) N 212,245
s @D
AU203000 AU503000 AU110501 AU110601 AU513700 Tool Identification
Rekord Enorm Rekord Rekord Enorm
B-VA VA A-H/E A-H/E Z/E Dimens. Nominal
NT g § NT § TIN § TIN § ID Size P
= = = = 3 0 dq mm
[T [T [T [T [T
° 8 ° 3 ° 3 ° 3 .0040 M 4 0.7
° 3 ° 3 ° 3 ° 3 .0050 M 5 0.8
° 8 ) 8 ) 3 ) 3 ° 3 .0060 M 6 1
° 3 ° 3 ° 3 ° 3 ° 3 .0080 M 8 1.25
° 3 ) 3 ° 3 ) 3 [) 3 .0100 M10 15
° 3 ° 3 ° 3 ° 3 [ 4 .0112 M 12 1.75
) 3 ° 3 ° 3 ° 3 .0114 M 14 2
° 3 ° 3 ° 3 ° 3 .0116 M 16 2
) 3 ° 3 ° 4 ° 4 .0120 M 20 2.5
° 3 ° 4 [ 4 [ 4 .0124 M 24 3
o= In stock EMUGE JIFeH

= Allow 7 days for delivery




EMUEE Machine Taps HSS Extra

DIN Length - DIN Shank STEEL

Materials

I | | |
= = =
's : . 5@
I
‘ = il' i:' 31
= st L' | Reinforced Shank
s = [ 1 (M3x0.35 - M10x1.25)
[
Io O
1lsl 1 L__| Reduced Shank
< - e [ 1 (m8x1-M30x2)
6 Class of Fit ISO 2/6H | ISO 2/6H | 1S0 3/6G ISO 2/6H ISO 2/6H |
Coating TIN TIN
Cutting Material HSS Extra | HSS Extra | HSS Extra HSS Extra HSS Extra |
Technical Characteristics LH R15 |
e ™V B/45 | B/45 | B/4-5 B/4-5 C/2-3 |
etric Fine Threa & E/0 | E/0 | E/O E/O E/O
DIN 13
Thread Depth max. 3 x d4 max. 2 x d4
and Hole Shape Il
n
Applications — Material | P (4181 1 | P 1141 | | P131 | | P1181 | | P 1141
N (22 ]| K21 1| N[22 ) | N[22 || K142
N 22,245 N 14-5,245
. Tool Identification | B0208900 B0208400
Reinforced Shank : _ Rekord Rekord
Nominal mm Dln:gns. 1B-STEEL-L| 1B-sTT|ﬁEL-L "
Size P l4 I I3 0 do O 4 ..g ..g
ody T i
M 3 x 035 56 8 18 35 27 | 265 .0202
M 4 x 05 63 10 21 4.5 3.4 3.5 .0210 (] 3 ° 3
M5 x 05 70 11 25 6 49 45 .0218 (] 3 [ 3
M6 x 075 80 13 30 6 4.9 5.2 .0229 (] 3 ° 3
M 8 x 075 80 14 30 8 6.2 7.2 .0250 ° 3 ° &
M8 x 1 90 17 35 8 6.2 7 .0251 ° 3 ° 3
M10 x 1 90 18 89 10 8 9 .0276 ° 4 ° 4
M10 x 1.25 100 18 39 10 8 8.8 .0277 [ 3 [ 3
Reduced Shank Tool Identification | 0208900 €0208400 €0208920 €0208950 €0451400
u ] Rekord Rekord Rekord Rekord Rekord
Nominal mm Dimens. |2B-STEEL-L| |2B-STEEL-L| |2B-STEEL-L| |2B-STEEL-L| | 2D-STEEL
; ID 3 TIN 83 3 LH 3 TIN 3
Size P l4 I I3 o do O J .g .3 .g- ..g g
0 dq e i i i i
M8 x 1 90 17 = 6 4.9 7 .0251 (] 3 o 8 * 3 * 3 * &
M10 x 1 90 18 — 7 5.5 9 .0276 ° 4 ° 4 * 4 * 4 * 3
M10 x 1.25 100 22 — 7 5143 8.8 .0277 ° 3 ° 3 * 3
M12 x 15 100 22 — 9 7 10.5 .0303 [ 3 [ 3 * 3 * 3 * 3
M14 x 15 100 22 = 11 9 125 .0331 o 3 [} 8 * 3 * 3 * &
M16 x 15 100 22 — 12 9 14.5 .0359 (] 3 ° 3 * 3 * 3 * 3
M18 x 1.5 110 25 — 14 11 16.5 .0390 ° 4 ° 4 * 4 * 4 * 4
M20 x 15 125 25 — 16 12 18.5 .0422 ° 4 ° 4 * 4 * 4 * 4
M22 x 15 125 25 — 18 14.5 20.5 .0438 * 4 * 4
M22 x 2 140 27 — 18 14.5 20 .0439 * 3 * 3
M24 x 15 140 27 — 18 14.5 22.5 .0452 * 4 * 4
M24 x 2 140 27 — 18 14.5 22 .0453 * 4 * 4
M27 x 15 140 28 — 20 16 255 .0470 * 5 * 5
M27 x 2 140 28 — 20 16 25 .0471 * 4 * 4
M30 x 15 150 28 — 22 18 28.5 .0490 * E * 5
M30 x 2 150 28 — 22 18 28 .0491 * 4 * 4

82 Ordering Example: B0208900.0210



Machine Taps issea . ZMILIGIE
STEEL
Steel Stainless Steel
Materials Materials
|
| | B
Yy | = =
ISO 2/6H | ISO 2/6H | ISO 2/6H | ISO 2/6H | ISO 2/6H | ISO 2/6H | IS0 2/6H | | Class of Fit
TIN TIN GLT-1 | NE2 | GLT-1 | | Coating
HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | | Cutting Material
R15 | R35 | R3S | LH, L35 | R35 | R35 | | Technical Characteristics
E/15-2 | C/2-3 | C/2-3 | C/2-3 | B/4-5 | C/2-3 | c/23 || gyvVv
E/0 | E/0 | E/0 | E/0 | E/Q0/P | E/O0/P | E/O0/P | ‘}
max. 2 x dy max. 2.5 x dy max. 3 x dy max. 2.5 X dy Thread Depth
T and Hole Shape
1 |
P 1.1-41 | P11-31 1| P 1141 || P11-31 ) P 1141 1| P 11-31 || P 1141 . | Applications — Material
K@A142 | N[22 )| K21 y | N@22 ) 11-31 | 1121 | 11-31 |
N 1.4-524-5 N (22 K21 1| K21 1| K21 ]
N (22 )
B0501000 B0501400 B0503200 B050C300 Tool Identification
Enorm Enorm Enorm Enorm
1-STEEL 1-STEEL 1-VA 1-VA Dimens. | Nominal P
8 TIN 8 NE2 8 GLT-1 8 ID Size
E} E E 3 0 d,
[T [T [T [T
* 3 .0202 M 3 x 035
* 3 * 3 ° 3 * 3| .0210 M 4 x 05
* 3 * 3 ° 3 * 3| .0218 M5 x 05
* 3 * 3 ° 3 * 3] .0229 M 6 x 075
* 3 ° 8 .0250 M 8 x 075
* 3 * 3 .0251 M8 x 1
* 3 * 3 .0276 M10 x 1
* 3 * 3 ° 3 .0277 M10 x 1.25
0461400 €0501000 €0501400 €0501050 C020C300 €0503200 C050C300 Tool Identification
Rekord Enorm Enorm Enorm Rekord Enorm Enorm
2D-STEEL/E 2-STEEL 2-STEEL 2-STEEL-LH 2B-VA 2-VA 2-VA Dimens. | Nominal P
TIN 8 8 TIN 8 8 GLT-1 8 NE2 8 GLT-1 8 ID Size
] 3 3 3 ] E} 3 od
[T (T8 (T [T [T (TS (TS
* 3 * 3 * 3 * 3 * 8 o 8 * 3| .0251 M8 x 1
* 3 * 3 * 3 * 3 * 4 ° 3 * 3| .0276 M10 x 1
* 3 .0277 M10 x 1.25
* 3 * 4 * 4 * 4 * 3 ° 4 * 41 .0303 M12 x 15
* 3 * 4 * 4 * 4 * 3 ° 4 * 41 .0331 M14 x 15
* 3 * 4 * 4 * 4 * 3 ° 4 * 41 .0359 M16 x 15
* 4 * 4 * 4 * 4 * 4 o 4 * 41 .0390 M18 x 15
* 4 * 4 * 4 * 4 * 4 ° 4 * 41 .0422 M20 x 15
* 4 * 4 4 .0438 M22 x 15
* 4 ° 4 .0439 M22 x 2
* 4 * 5 3 .0452 M24 x 15
* 4 4 ° 4 .0453 M24 x 2
* 5 .0470 M27 x 15
* 4 ° 4 .0471 M27 x 2
* 6 ° 6 .0490 M30 x 15
* 5 .0491 M30 x 2
@ = In stock EMUGE BIRK

= Allow 7 days for delivery




E M UE E Machine Taps HSSE-PM

DIN Length - DIN Shank pol

Vermicular

: ﬂ | A | 0
B N
: 3 3 ] 3
I l ity i ]
: : il J 1 1
= st L' | Reinforced Shank
s = [ 1 (M3x0.35 - M10x1.25)
[
Io O
1lsl 1 L__| Reduced Shank
s L] b [ 1 (m8x1-M30x2)
6 Class of Fit 6HX | BHX | 6HX | BHX | BHX
Coating TICN | TICN | TICN | TICN | TICN |
Cutting Material HSSE-PM | HSSE-PM | HSSE-PM | HSSE-PM | HSSE-PM |
Technical Characteristics
e ™V C/23 | C/23 | C/23 || E/152 || E/152 |
etric Fine IThrea ‘> . , . , £ A £ ‘ £
DIN 13
Thread Depth max. 2 X d4 max. 2 X d4 max. 2 X dy max. 2 X dy max. 2 X d4
and Hole Shape T T T T T
L L LL| L L
e ) = . ) =
Applications — Material | K 1.1-42 1 | K11-42 | | K[1142 | | K[1142 | K{11-42

. Tool Identification
Reinforced Shank :
Nominal mm ﬂ Dimens.
Size P h Iy s od O 2 ID
0 dy
M 3 x 035 56 8 18 815 2.7 2.65 .0202
M 4 x 05 63 10 21 45 3.4 3.5 .0210
M5 x 05 70 11 25 6 49 45 .0218
M 6 x 075 80 13 30 6 4.9 5.2 .0229
M 8 x 075 80 14 30 8 6.2 7.2 .0250
M8 x 1 90 17 35 8 6.2 7 .0251
M10 x 1 90 18 83 10 8 9 .0276
M10 x 1.25 100 18 39 10 8 8.8 0277
Re duce d Shank Tool Identification C010R501 CG195R501 C106R501 C011R501 C196R501
] Rekord Rekord Rekord Rekord Rekord
Nominal mm ﬂ Dimens. | 2A-GJV 2A-GJV 2A-GJV 2A-GJV/E 2A-GJV/E
Size P I b i ed O ID PM-TICN |$| IKz-PM | $| IKZN-PM || PM-TICN | 8| IKZ-PM | 8
o d, ~ 3 men 3| Ten |3 2| men |3
M8 x 1 90 17 — 6 49 7 .0251
M10 x 1 90 18 — 7 5.5 9 .0276 upon
M10 x 1.25 100 22 — 7 5.5 8.8 0277
M12 x 15 100 22 — 9 7 10.5 .0303 * 4 * 4 request * 4 * 4
M14 x 15 100 22 — 11 9 12.5 .0331 * 4 * 4 * 4 * 4
M16 x 15 100 22 — 12 9 14.5 .0359 * 4 * 4 * 4 * 4
M18 x 1.5 110 25 — 14 11 16.5 .0390 * 4 * 4 * 4 * 4
M20 x 15 125 25 — 16 12 18.5 .0422 * 4 * 4 * 4 * 4
M22 x 15 125 25 — 18 14.5 20.5 .0438
M22 x 2 140 27 — 18 14.5 20 .0439
M24 x 15 140 27 — 18 14.5 225 .0452
M24 x 2 140 27 — 18 14.5 22 .0453
M27 x 15 140 28 — 20 16 255 .0470
M27 x 2 140 28 — 20 16 25 .0471
M30 x 15 150 28 — 22 18 28.5 .0490
M30 x 2 150 28 — 22 18 28 .0491

reading in through holes is possible only with external cooling/lubrication rdering Example: .
84 ENIES 1) Threading in through holes i ible only with external cooling/lubricati Ordering E le: CO10R501.0303



Machine Taps HSSE-PM, HSS Extra, Carbide E M UG E
GJV H
Cast Iron Materials of High
Vermicular Tensile Strength
-1
E o
|
ay :
"
ot
6HX 6HX | 6HX | 6HX | 6HX 6HX | Class of Fit
TICN NT J TICN | TICN | TICN | Coating
HSSE-PM HSS Extra | HSS Extra | HSS Extra | HSS Extra | Carbide | Cutting Material
Technical Characteristics
E/15-2 c/2-3 | c/2-3 | c/2-3 | C/2-3 | c/2-3 | el
E E/O/P || E/O/P | E/0 | E/0 | E/0 | ¢
max. 2 X dy max. 2 X dy max. 2 X d4 max. 2 X d4 max. 2 X d4 Thread Depth
T T T T T and Hole Shape
L | L | L LI L
—— 1) —— ) ——
K 1.1-4.2 P 11-31 P1141 | P1141 | P11141 | P51 J Applications — Material
K 1.1-42 K1142 || K1.1-42 K1142 | K1142
N [24-7 N [24-7 | | Ni24-7 N [24-7 | N 156,26-8
N (41,54 N 41,51 | | N(41,51 N 41,51 | N 41,4352
H1.1-2
B0100501 B1950901 Tool Identification
Rekord VHM
1A-H Rekord Dimens. Nominal P
NT 8 1A-H-IKZ | & ID Size
= =2 0 dy
[T [T
* 3 .0202 M 3 x 035
* 3 .0210 M 4 x 05
* 3 .0218 M5 x 05
* 3 * 3 .0229 M 6 x 075
.0250 M 8 x 075
* 3 .0251 M8 x 1
* 4 .0276 M10 x 1
* 3 .0277 M10 x 1.25
C109R501 €0100501 €0109101 1959101 1069101 1950901 Tool Identification
Rekord Rekord Rekord Rekord Rekord KHM
2A-GJV/E 2A-H 2A-H 2A-H-IKZ 2A-H-IKZN Rekord Dimens. | Nominal P
IKZN-PM | 8 NT 8 TICN 8 TICN 8 TICN 8| 2A-H-IKZ | 8 ID Size
TICN 3 3 ) ] ] 3 od
[T (T (T8 [T [T (T8
° 8 * 8 .0251 M8 x 1
upon [ 4 * 4 upon .0276 M10 x 1
* 3 .0277 M10 x 1.25
request [ 4 * 4 * 4 request * 4 .0303 M12 x 15
° 4 * 4 * 4 * 4 .0331 M14 x 15
° 4 * 4 * 4 * 4 .0359 M16 x 15
° 4 * 4 .0390 M18 x 15
° 4 * 4 * 4 * 4 .0422 M20 x 15
* 4 .0438 M22 x 15
.0439 M22 x 2
* 4 .0452 M24 x 15
.0453 M24 x 2
.0470 M27 x 15
.0471 M27 x 2
.0490 M30 x 15
.0491 M30 x 2
o = In stock 1) Threading in through holes is possible only with external cooling/Iubrication

= Allow 7 days for delivery

= o




E M UE E Machine Taps

DIN Length - DIN Shank

HGUT

Hardened
Steels

HSSE-PM

ﬂ 1
I3 E
| wd
: = &
= st L' | Reinforced Shank
S S [ | (M8x1 - M10x1)
[
Io O
Ilsl 1 L__| Reduced Shank
s | s (M12x1.5 - M16x1.5)
o0 Class of Fit BHX
Coating TICN
Cutting Material HSSE-PM
Technical Characteristics
ISO Metric Fine Thread et L2
etric rine Inrea ‘> 0/P
DIN 13
Thread Depth | max. 1.5 x dy
and Hole Shape T
1 |
Applications — Material | H 1.1-2
R Tool Identification B010J901
Reinforced Shank , ﬂ P
Nominal mm Dimens. [1A-HCUT-PM
Size J I lp s ed, 0O i ID R £
ody i
M8 x 1 90 10 35 8 6.2 7.1 .0251 * 8
M10 x 1 90 10 35 10 8 9.1 .0276 * 5
Tool Identification | C010J901
Reduced Shank : ﬂ T
Nominal mm Dimens. |2A-HCUT-PM
Size P I Iy ek O | ID [CHEN 2
0 dq i
M12 x 15 100 15 — 9 7 10.6 .0303 * ®
M14 x 15 100 15 — 11 9 12.6 .0331 * 6
M16 x 15 100 15 — 12 9 14.6 .0359 * 6

"

Ordering Example: B010J901.0251



Machine Taps Carbide E M UG E

HCUT
DIN Length - DIN Shank Heértder;ed
eels
h
I3
Iy O
= — —38|— — —F= Reinforced Shank
Class of Fit 6HX | 6HX

Coating TICN | TICN

60°
M F W Cutting Material Carbide | Carbide

Technical Characteristics

YW | bpias || cl23

ISO Metric Fine Thread & 0/P 0/P

DIN 13
Thread Depth | max. 1.5 x dq max. 1.5 x dq

and Hole Shape T
n

S e s S

Applications — Material | H (1.3-4 )| H134

. Tool Identification|  BO16K101 B010K101

Reinforced Shank : m Y Tt

Nominal Dimens. Rekord Rekord

Sioe T = ID | 1A-HCUT/D | §| 1A-HCUT/C | B
o dy 4 men  |3| men |3
M8 x 1 % 15 3 8 62 | 7.1 | 0251 * 5 * 5
M10 x 1 100 18 38 10 8 9.1 | .0276 * 5 * 5
M12 x 15 110 21 a 12 9 | 106 | .0303 * 5 * 5
M14 x 15 110 24 44 14 11 | 126 | .0331 * 6 * 6
M16 x 15 110 24 44 16 12 | 146 | .0359 * 6 * 6

2) Please note: Use solid carbide tap VHM-Rekord 1A-HCUT/D-TICN as No.1 tap!

o= In stock EMUGE Y
= Allow 7 days for delivery



EMUEE Machine Taps HSS Extra

4
DIN Length - DIN Shank CNC-Controlled
Machines
[
I3 b
Io O
= st L' | Reinforced Shank
s = [ 1 (M3x0.35 - M10x1.25)
[
Io O
1lsl 1 L__| Reduced Shank
s L] = [ 1 (m8x1-M30x2)
" Class of Fit BHX | 6HX | 6HX BHX | BHX
Coating TICN | TICN | TICN TICN | TICN
Cutting Material HSS Extra | HSS Extra | HSS Extra HSS Extra | HSS Extra
Technical Characteristics
e ™V C/2-3 | C/2-3 | C/2-3 E/152 || E/152
D|N1;m ine Threa | o E/0 | E/O E/0/P | E/O
Thread Depth max. 2 X d4 max. 2 X d4 max. 2 X dy max. 2 X dy max. 2 X dy
and Hole Shape T T T T T
L L LL| L L
e n = . n =
Applications — Material | P (1141 ) | P 1141 | | P{141 | P1141 | P 1141
K142 || K1142 || K142 | | K142 | K142
N 1.4-6,24-7 | | N 146,247 | | N 146,247 | N 146,247 | N 14-6,247
N (41 ) | N4 1| N4 1| N4 )| N4 )
. Tool Identification
Reinforced Shank ,
Nominal mm m Dimens.
Size P h Ip s od O 2 ID
0 dy
M 3 x 035 56 45 18 815 27 | 265 .0202
M 4 x 05 63 5 21 45 34 | 35 .0210
M5 x 05 70 B 25 6 49 | 45 .0218
M 6 x 075 80 8 30 6 49 | 52 .0229
M 8 x 075 80 8 30 8 62 | 72 .0250
M8 x 1 90 10 35 8 62 | 7 .0251
M10 x 1 90 10 35 10 8 9 .0276
M10 x 125 100 16 39 10 8 8.8 .0277
Reduced Shank Tool Identification| C0109401 €1959401 €1069401 €0119401 1969401
] Rekord Rekord Rekord Rekord Rekord
Nominal mm Dimens. 2A-7 2A-Z-1KZ 2A-Z-IKZN 2A-7/E 2A-7/E-IKZ
(7] (7] (7] (7] (7]
Size P I lp I3 6 d, O 2 1] TICN g TICN g TICN £ TICN g TICN g
0 dy i i i i i
M8 x 1 90 10 — 6 4.9 7 .0251 * 3 * 3 * 3 * 3
M10 x 1 90 10 — 7 5.5 9 .0276 * 4 ° 4 upon * 4 * 4
M10 x 1.25 100 16 — 7 53 8.8 .0277 * 3 ° B * 3 * 3
M12 x 15 100 15 — 9 7 10.5 .0303 * 4 * 4 request * 4 * 4
M14 x 15 100 15 — 11 9 12.5 .0331 * 4 * 4 * 4 * 4
M16 x 15 100 15 — 12 9 14.5 .0359 * 4 * 4 * 4 * 4
M18 x 15 110 17 — 14 11 16.5 .0390
M20 x 15 125 17 — 16 12 18.5 .0422
M22 x 15 125 17 — 18 145 | 205 .0438
M22 x 2 140 20 — 18 145 | 20 .0439
M24 x 15 140 20 — 18 14.5 22.5 .0452
M24 x 2 140 20 — 18 145 | 22 .0453
M27 x 15 140 20 — 20 16 25.5 .0470
M27 x 2 140 20 — 20 16 25 .0471
M30 x 15 150 22 — 22 18 28.5 .0490
M30 x 2 150 22 — 22 18 28 .0491

reading in through holes is possible only with external cooling/lubrication rdering Example: .
SR EMUGE 1) Threading in through holes i ible only with external cooling/lubricati Ordering E le: C0109401.0251



Machine Taps

4
CNC-Controlled
Machines

nsse-pm issxtra =INMILIGE

o N
BHX | BHX 6HX | 6HX | BHX | BHX | BHX | 6HX | | Class of Fit
TIN-70 | GLT-1 | TIN-70 | GLT-1 | TIN J TIN J TIN J TIN | | Coating
HSSE-PM | HSSE-PM | HSSE-PM | HSSE-PM | HSS Extra | HSS Extra | HSS Extra | HSS Extra | | Cutting Material
R15 | R15 | R15 | R15 | | Technical Characteristics
B/4-5 | B/45 | B/4-5 | B/4-5 | C/2-3 | c/23 || E/152 | c/23 )| gyvVv
E/0/P | E/0/P | E/0 | E/0 | E/O0/P | E/0 | E/0 | E/0 | ‘}
max. 3 x d4 max. 2 X dy Thread Depth
T and Hole Shape
n
PA151 | PA151 ) (PA151 | PAiB1 | P2151 ) | P2161 | | P(2151 | [ P (2151 | | Applications — Material
1131 ) 1131 ) 1131 | 1131 | | K(21-2 1| K212 )| K212 | K212 )
K21 1| K21 1| K21 1| K21 | N 146,245 | N 146,245 | N 146,245 | N 146,245
N 1422245 | N 1422245 | N 1422245 | N 1422245
S (i )| S @i )| S @ Y| S @i )
B0208F01 B020A601 Tool Identification
Rekord Rekord
1B-Z-PM 1B-Z-PM Dimens. Nominal P
TIN-70 |8 GLT-1 8 ID Size
= = 0 dy
[T '™
.0202 M 3 x 035
* 3 * 3 .0210 M 4 x 05
* 3 * 3 .0218 M5 x 05
.0229 M 6 x 075
.0250 M 8 x 075
.0251 M8 x 1
.0276 M10 x 1
.0277 M10 x 1.25
C0208F01 C020A601 C1088F01 C108A601 €0453701 C0963701 €0983701 C4253701 Tool Identification
Rekord Rekord Rekord Rekord Rekord Rekord Rekord Rekord
2B-Z-PM 2B-Z-PM 2B-Z-1KZN 2B-Z-1KZN 2D-Z 2D-Z-1KZ 2D-Z/E-IKZ 2D-Z-BF Dimens. | Nominal P
TIN-70 |8 GLT-1 8| PM-TIN-70 | 8| PM-GLT-1 | & TIN 8 TIN 8 TIN 8| KZ-TIN | 8 ID Size
3 E 3 3 E ] = = 0 dq
[T [T [T [T [T [T [T [T
* 4 * 4 * 3 * 3 * 3 * 3| .0251 M8 x 1
* 4 * 4 upon upon * 3 * 3 * 3 * 3 .0276 M10 x 1
* 4 * 4 * 3 * 3 * 3 * 3| .0277 M10 x 1.25
* 4 * 4 request request * 3 * 3 * 3 * 3| .0303 M12 x 15
* 4 * 4 * 3 * 3 * 3| .0331 M14 x 15
* 4 * 4 * 3 * 3 * 3| .0359 M16 x 15
* 4 * 4 .0390 M18 x 15
* 4 * 4 .0422 M20 x 15
.0438 M22 x 15
.0439 M22 x 2
.0452 M24 x 15
.0453 M24 x 2
.0470 M27 x 15
.0471 M27 x 2
.0490 M30 x 15
.0491 M30 x 2
@ = In stock == 89

= Allow 7 days for delivery




EMUEE Machine Taps HSS Extra

4
DIN Length - DIN Shank CNC-Controlled
Machines
[
ls b, 5 N
lo O
il
= st L' | Reinforced Shank
s = [ 1 (M3x0.35 - M10x1.25)
[
Io O |
1lsl 1 s L[| Reduced Shank ;
< | = [ | (M8x1-M30x2)
6 Class of Fit 6HX ISO 2/6H ISO 2/6H ISO 2/6H | ISO 2/6H
Coating TIN TIN GLT-1 | TIN
Cutting Material HSS Extra HSS Extra HSS Extra HSS Extra | HSS Extra
Technical Characteristics R15 R45 R45 R45 | R45
e cYYWV | [ El152 E/15-2 E/15-2 E/152 || E/152
etric Fine Threa & E/O E/0/P E/0/P E/0/P | E/O
DIN 13
Thread Depth max. 2 X dy max. 3 x d4
and Hole Shape H H
Applications — Material | P 2161 1 | P 1141 | | P{141 | P1141 | P 1141
K 21-2 ) 1121 | 11-31 | 1131 | 1.1-3.1
N 146,245 | N 21 )| N146 1| N146 1| N146
N 212245 | N 212245 | N 21-2245
s @5 ) | S@H ) | S @H
. Tool Identification B0513500 B0513700
Reinforced Shank : Enorm Enorm
Nominal mm Dimens. 1-Z/E 1-Z/E
(7] w
Size P h Ip s od O 2 1D g TN s
ody i e
M 3 x 035 56 4.5 18 B15) 2.7 2.65 .0202
M 4 x 05 63 5 21 4.5 3.4 3.5 .0210 * 3 * 3
M5 x 05 70 5 25 6 49 45 .0218 * 3) * 3
M 6 x 075 80 8 30 6 49 5.2 .0229 * 3 * 3
M 8 x 075 80 8 30 8 6.2 72 .0250
M8 x 1 90 10 35 8 6.2 7 .0251
M10 x 1 90 10 B 10 8 9 .0276
M10 x 1.25 100 16 39 10 8 8.8 .0277
Reduced Shank Tool Identification C4053701 €0513500 €0513700 C051C400 €0973700
u !m Rekord Enorm Enorm Enorm Enorm
Nominal mm Dimens. | 2D-Z/E-BF 2-2/E 2-2/E 2-2/E 2-Z/E-IKZ
Sive P I Iy koed, O | D IKZ-TIN | 8 g TN |8 a1 |8 TN |8
o dy T T = Z z
M8 x 1 90 10 — 6 49 7 .0251 * 8 * 3 * 3 * 3
M10 x 1 90 10 — 7 55 9 .0276 * 3 * 4 * 4 * 4
M10 x 1.25 100 16 — 7 5.9 8.8 0277 * 3
M12 x 15 100 15 — 9 7 10.5 .0303 * 3 * 5 * 5 * 5 * 5
M14 x 15 100 15 — 11 9 12.5 .0331 * 8 * 9 * 5 * ) * 5
M16 x 1.5 100 15 — 12 9 145 .0359 * 3 * 5 * 5 * 5 *
M18 x 15 110 17 — 14 11 16.5 .0390 * 5 * 5 * 5)
M20 x 15 125 17 — 16 12 18.5 .0422 * 5 * 5 * 5 * 5
M22 x 15 125 17 — 18 14.5 20.5 .0438
M22 x 2 140 20 — 18 14.5 20 .0439
M24 x 15 140 20 — 18 14.5 22.5 .0452
M24 x 2 140 20 — 18 14.5 22 .0453
M27 x 15 140 20 — 20 16 255 .0470
M27 x 2 140 20 — 20 16 25 .0471
M30 x 15 150 22 — 22 18 28.5 .0490
M30 x 2 150 22 — 22 18 28 .0491

90 Ordering Example: C4053701.0251



Machine Taps nss xira, HSSE-PM = INALIGE=

z SPEED
CNC-Controlled High-Speed
Machines Cuttiré E
| 1
0 0 L
i | | '
4| 2 1 i
1SO 3/6G 6HX ) 6HX ) 6HX 6HX 6HX | 6HX | | Class of Fit
TIN TICN | TICN | TICN | TICN | TIN-70 | TIN-70 | | Coating
HSS Extra HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSSE-PM | HSSE-PM | | Cutting Material
R45 Technical Characteristics
E/15-2 c/2-3 | C/2-3 || E/152 ||  E/152 | B/4-5 | B/45 || gV
E/0/P E E E | E | E | E || &
max. 3 x dy max. 2 X dy max. 2 x dy max. 2 X d4 max. 2 X d4 max. 3 x d4 Thread Depth
T T T T T and Hole Shape
L | L | L LI LI
. ) = ) =
P 1.1-41 Ki1142 | K1142 | K[1142 | K[1142 | P1141 | P1141 | | Applications — Material
1.1-3.1 N (1.4-6 | | N[146 1| N146 1| N14-6 1| K212 1| K212
N 1.4-6 N 1.4-6 1| N1.46
N 21-2,24-5
S [
B0513720 Tool Identification
Enorm
1-Z/E Dimens. Nominal P
TIN 8 ID Size
2 o dq
.0202 M 3 x 035
* 3 .0210 M 4 x 05
* 3 .0218 M5 x 05
* 3 .0229 M 6 x 075
.0250 M 8 x 075
.0251 M8 x 1
.0276 M10 x 1
.0277 M10 x 1.25
0513720 3159401 C3179401 3169401 3189401 C3208F01 C3258F01 Tool Identification
Enorm Rekord Rekord Rekord Rekord Rekord Rekord
2-Z/E 2A-SPEED 2A-SPEED 2A-SPEED/E 2A-SPEED/E 2B-Z-SPEED 2B-Z-SPEED Dimens. | Nominal P
TIN 8 IKZ-TICN | 8| IKZN-TICN | §| IKZ-TICN | &| IKZN-TICN | &| PM-TIN-70 | 8| IKZN-PM | & ID Size
E 3 El E E 3| TIN-70 | = 0 dq
[T (T (T8 [T [T (TS (TS
* 3 * 3 * 4 .0251 M8 x 1
* 4 * 4 upon upon * 4 upon .0276 M10 x 1
° 3 * 4 .0277 M10 x 1.25
* 5 * 4 request * 4 request * 4 request .0303 M12 x 15
* 5 ° 4 * 4 * 4 .0331 M14 x 15
* 5 ° 4 * 4 * 4 .0359 M16 x 15
* 4 .0390 M18 x 15
* 4 .0422 M20 x 15
.0438 M22 x 15
.0439 M22 x 2
.0452 M24 x 15
.0453 M24 x 2
.0470 M27 x 15
.0471 M27 x 2
.0490 M30 x 15
.0491 M30 x 2
® = In stock 1) Threading in through holes is possible only with external cooling/Iubrication EMUGE 91

= Allow 7 days for delivery



E M UE E Machine Taps

DIN Length - DIN Shank

Reinforced Shank
(M3x0.35 - M10x1.25)

SPEED
High-Speed
Cutting

Y

4

HSSE-PM

Ilsl 1 L__| Reduced Shank
= | = [ | (M8x1-M30x2)
o0 Class of Fit 6HX BHX
Coating TIN-60 TIN-60
Cutting Material HSSE-PM HSSE-PM
Technical Characteristics R45 R45
o ™V C/2-3 C/2-3
ISO Metric Fine Thread
'Sy E E
DIN 13
Thread Depth max. 3 x dy
and Hole Shape H
Applications — Material | P [2.1-41 P 2141
. Tool Identification
Reinforced Shank ,
Nominal mm ﬂ Dimens.
Size P h Ip s od O 2 ID
ody
M 3 x 035 56 45 18 815 2.7 2.65 .0202
M 4 x 05 63 5 21 4.5 3.4 3.5 .0210
M5 x 05 70 5 25 6 49 45 .0218
M 6 x 075 80 8 30 6 49 5.2 .0229
M 8 x 075 80 8 30 8 6.2 7.2 .0250
M8 x 1 90 10 35 8 6.2 7 .0251
M10 x 1 90 10 85 10 8 9 .0276
M10 x 1.25 100 16 39 10 8 8.8 .0277
Tool Identification | C3600F01 C3650F01
Reduced Shank , ﬂ ERTR =
Nominal mm Dimens. | 2-Z-SPEED | | 2-Z-SPEED
Size P h Iy ek O | 4 1D X-PM | & X-IKZ-PM | &
0 dy TIN-60 u_=_ TIN-60 u_=_
M8 x 1 90 10 — 6 49 7 .0251 * 3 * 3
M10 x 1 90 10 — 7 5.5 9 .0276 * 4 * 4
M10 x 1.25 100 16 — 7 6.5 8.8 0277 * 4 * 4
M12 x 15 100 15 — 9 7 10.5 .0303 * 5 * 5
M14 x 15 100 15 — 11 9 12.5 .0331 * 5 * 5
M16 x 15 100 15 — 12 9 14.5 .0359 * 5 * 5
M18 x 15 110 17 — 14 11 16.5 .0390 * 5 * 5
M20 x 15 125 17 — 16 12 18.5 .0422 * 5 * 5
M22 x 15 125 17 — 18 14.5 20.5 .0438
M22 x 2 140 20 — 18 14.5 20 .0439
M24 x 15 140 20 — 18 14.5 225 .0452
M24 x 2 140 20 — 18 14.5 22 .0453
M27 x 15 140 20 — 20 16 255 .0470
M27 x 2 140 20 — 20 16 25 .0471
M30 x 15 150 22 — 22 18 28.5 .0490
M30 x 2 150 22 — 22 18 28 .0491

% pmE

Ordering Example: C3600F01.0251



Machine Taps HSS Extra E M UG E

VA
DIN Length - DIN Shank Stainless Steel

Materials

With internal chip collector

N I — Reduced Shank

Class of Fit 6HX |
Coating NE2

P J
M F W Cutting Material HSS Extra |

Technical Characteristics

60°

[ ! j VWV C/2-3
IS0 Metric Fine Thread " W‘
DIN 13 —
Thread Depth max. 1.5 X d4
and Hole Shape T
1 |
Applications — Material P 1141
1121 |
K 11-42
Tool Identification 0803001
Reduced Shank : ﬂ Robust
Nominal mm Dimens. 2X-VA
Size J I lp 9d; ] 2 ID NE2 g
odq i
M20 x 15 125 25 16 12 18.5 0422 * 5
M22 x 15 125 25 18 14.5 20.5 .0438 * 5
M24 x 15 140 27 18 14.5 22.5 .0452 * 5
M24 x 2 140 27 18 14.5 22 .0453 * 5
M27 x 15 140 28 20 16 255 .0470 * 5
M27 x 2 140 28 20 16 25 .0471 * 5
M30 x 15 150 28 22 18 28.5 .0490 * 6
M33 x 15 160 30 25 20 315 .0511 * 6
M33 x 2 160 30 25 20 31 .0512 * 6
M36 x 15 170 30 28 22 34.5 .0532 * 6
M3 x 2 170 30 28 22 34 .0533 * 6
M36 x 3 200 42 28 22 33 .0534 * 6
M3 x 15 170 30 28 22 36.5 .0546 * 6
M39 x 3 200 42 32 24 36 .0555 * 6
M40 x 2 170 30 32 24 38 .0561 * 6
M42 x 15 170 30 32 24 40.5 .0574 * 6
M42 x 2 170 30 32 24 40 .0575 * 6
M42 x 3 200 45 32 24 39 .0576 * 6
M45 x 3 200 45 36 29 42 .0597 * 6
M48 x 15 190 32 36 29 46.5 .0616 * 8
M48 x 2 190 32 36 29 46 .0617 * 7
M48 x 3 225 50 36 29 45 .0618 * 6
M52 x 3 225 50 40 32 49 .0646 * 6
M5 x 3 225 50 40 32 53 .0661 * 7
M5 x 4 250 60 40 32 52 .0662 * 7
M60 x 4 280 60 45 35 56 .0672 * 7
M64 x 3 275 658 50 39 61 .0681 * 8
M64 x 4 315 65 50 39 60 .0682 * 7
M68 x 4 il 65 50 39 64 .0692 * 7
M70 x 3 275 55 50 39 67 .0696 * 8
= In stock M70x4 - M120x6 = EMUGE 3
: :

= Allow 7 days for delivery



E M UE E Machine Taps

DIN Length - DIN Shank

With internal chip collector

Stainless Steel
Materials

HSS Extra

=y ] =
= —j}jJ} — 1 =3 — I—I:— Reduced Shank
o0 Class of Fit BHX
P Coating NE2
Cutting Material HSS Extra
Technical Characteristics
IS0 Metric Fine Thread & P/01)
DIN 13 —
Thread Depth max. 1.5 X d4
and Hole Shape T
1 |
Applications — Material P 1141
1121 |
K 1142
Tool Identification 0803001
Reduced Shank : m Robust
Nominal mm Dimens. 2X-VA
Size P I Iy 0d, m i D NE2 g
odq i
M 70 x 4 340 65 50 39 66 .0697 * 7
M 72 x 3 275 55 50 39 69 .0702 * 8
M 72 x 4 340 65 50 39 68 .0703 * 8
M 72 x 6 340 80 50 39 66 .0704 * 7
M 76 x 3 275 G 50 39 73 .0714 * 8
M 76 x 4 340 65 50 39 72 .0715 * 8
M 76 x 6 340 80 50 39 70 .0716 * 7
M 80 x 4 360 65 50 39 76 .0727 * 10
M 8 x 6 360 80 50 39 74 .0728 * 8
M 8 x 3 325 60 50 39 82 .0736 * 10
M 8 x 4 380 70 50 39 81 .0737 * 10
M 9 x 3 325 60 50 39 87 .0746 * 10
M 9 x 4 380 70 50 39 86 .0747 * 10
M 9 x 6 380 80 50 39 84 .0748 * 9
M 9 x 6 400 85 56 44 89 .0758 * 9
M100 x 4 400 70 56 44 96 .0767 * 10
M100 x 6 400 85 56 44 94 .0768 * 10
M110 x 6 400 85 56 44 104 .0788 * 10
M115 x 3 350 65 56 44 112 .0791 * 12
M120 x 4 400 75 56 44 116 .0797 * 12
M120 x 6 400 90 56 44 114 .0798 * 10

> M56 Shank with grooves for better handling!

1) If possible, use paste lubrication, coating both the tool and the walls of the drilled hole.
Lubrication with oil is possible only in the vertical machining of blind holes, if the hole is entirely filled with oil.

Larger sizes priced upon request.

The Complete Tool System
Robust 2X-VA Taps when used with a KSN Type
tapping attachment creates the optimal tapping unit!

"

e M20x1.5 - M70x3

Ordering Example: C0803001.0697



Machine Taps

Extra Length - DIN Shank

With long flutes and long shank for thread depths up to max. 4 x d4

O

)

wssexra  A=INALIGE
z

CNC-Controlled
Machines

o0 Class of Fit 6HX 6HX BHX
Coating TICN TIN TIN
Cutting Material HSS Extra HSS Extra HSS Extra |
Technical Characteristics ~_RI5 | __Ri5 |
L C/2-3 C/2-3 C/2-3
ISO Metric Fine Thread e — = — = —ofes
DIN 13 | &0 ) _E/0 ) _E/0 )
Thread Depth max. 4 x d4 max. 4 x d4
and Hole Shape T
n
1) —— —
Applications — Material P 1141 P 2151 P 2151
K 1142 K 21-2 ) K 21-2 )
N 1.4-6,24-7 N 14-6,245 N 1.4-6,24-5
N1
Tool Identification €0539401 C4283701 C4063701
Reduced Shank H Rekord Rekord Rekord
Nominal mm L Dimens. | 2A-Z-IKZ-LF4 2D-Z-IKZ-LF4 2D-Z-BF-IKZ-LF4
Size P I Iy g dy O J ID TICN é TIN é TIN é
od [ [ el
M24  x 2 240 20 18 14.5 22 .0453
M 30 X 2 270 22 22 18 28 .0491 upon upon upon
M36  x 3 310 30 28 22 33 .0534
request request request

1) Threading in through holes is possible only with external cooling/lubrication

o = In stock
= Allow 7 days for delivery

==



E M UE E Machine Taps

HSS Extra

STEEL
ANSI Length - ANSI Shank Steel
Materials
Iy
I3
I O
J EI’ | L[] Reinforced Shank
= [ ] (M10x1 - M10x1.25)
[}
lo 0O
1lsl 1 o L1 ReducedShank
= || b (M12x1.5 - M14x1.5)
o0 Class of Fit ISO 2/6H | ISO 2/6H | ISO 2/6H | IS0 2/6H |
Coating TIN TN ) TN )
Cutting Material HSS Extra | HSS Extra | HSS Extra | HSS Extra |
Technical Characteristics R15 | R15 | R3B |
e ™V B/4-5 || E/152 ||  E/152 | c/2-3 |
DIN1;m ine Threa & E/0 )| E/0 )| E0 )| E/0 |
Thread Depth max. 3 x dy max. 2 X d4 max. 2.5 x dq
and Hole Shape i
i
Applications — Material | P (1141 1 | P 2131 | | P {1141 | P1141
K21 ) K142 | K21 )
N 22245 | N (14-524-51 | N[22 |
Tool Identification| AU208400 AU461000 AU461400 AU501400
ﬂ Rekord Rekord Rekord Enorm
Nominal inch Dimens. | B-STEEL-L D-STEEL/E D-STEEL/E STEEL
(7] (7] (7] (7]
Size P I Ip I, edy O - ID TIN £ g TIN £ TIN £
0 dq mm mm s s [ el
M10 x 1 21516 2.94 | 0.709 1.378 0.381 0.286 9 .0276 ° 4 ° 3 ° 3 ] 3
M10 x 1.25[21516 294 [0.709 1.378 0.381 0.286 8.8 .0277 ° 3 ° 3 ° 3 ° 3
M12 x 15 |3 3/8 338 [0866 — 0367 0275| 105 .0303 ° 3 ° 3 ° 3 ° 4
M14 x 1.5 [319/3 359 [0866 — 0429 0.322] 125 .0331 ° 3 ° 3 ° 3 ° 4
DIN Length - DIN Shank .
All ANSI Length - ANSI Shank taps are available
in the popular DIN Length - DIN Shank style.
SETEEL -

The DIN Length - DIN Shank configuration allows
for added reach capabilities and greater chip clearance.

(<o)

R

Ordering Example: AU208400.0276



Machine Taps HSS Extra E M UG E
H

VA
ANSI Length - ANSI Shank Stainless Steel Materials of High
Materials Tensile Strength
Iy
I3
I O
J EI’ | L[] Reinforced Shank
= [ (M10x1 - M10x1.25)
Iy P
l> o =1
B
Tl sl 1T sF T 1 ReducedShank =)
= || b [ 1 (M12x1.5 - M14x1.5)
o0 Class of Fit ISO 2/6H | IS0 2/6H | BHX | BHX |
Coating NT NT ) TN |
Cutting Material HSS Extra | HSS Extra | HSS Extra | HSS Extra |
Technical Characteristics R35
e 0 B/4-5 | c/2-3 | E/15-2 || E/152 |
DIN1;"c ine Threa | o )| Erop | E/0/P || E/0/P |
Thread Depth max. 3 x dy max. 2.5 x dy max. 2 x dy
and Hole Shape T T
L L
Applications — Material | P 1181 | | P (1131 | P1131 | P 1141
1121 | 1121 ) K142 || K142
K 21 1| K21 ) N [24-7 1| Ni247 ]
N 22,256 | N41,51 | | N41,510 |
Tool Identification| AU203000 AU503000 AU110501 AU110601
Wi Rekord Enorm Rekord Rekord
Nominal inch A Dimens. B-VA VA A-H/E A-H/E
(7] w w (7]
Size P I b I3 ed O | <4 | ID NT |8 g T g TN 8
0 dq mm mm s [ [ [
M10 x 1 21516 294 |0.709 1.378 0.381 0.286 9 .0276 ° 4 ° 3 ° 4 ° 4
M10 x 1.25[21516 294 [0.709 1.378 0.381 0.286 8.8 .0277 [ 3 ° 3 ° 3 ° 3
M12 x 15 |3 38 338 [0866 — 0367 0275| 105 .0303 ° 3 ° 4 ° 4 ° 4
M14 x 15 [319/3 359 [0866 — 0429 0.322| 125 .0331 ° 3 ° 4 ° 4 ° 4

o= In stock EMUGE Y
= Allow 7 days for delivery



HSS Extra

E M UE E Machine Taps

STEEL Z
DIN Length - DIN Shank Steel CNC-Controlled
Materials Machines
It . =
o o
2 0 = o
\ T T
I —t+———= —— Reduced Shank o o
Class of Fit X
Coating TIN
Cutting Material HSS Extra HSS Extra | HSS Extra |
60° Technical Characteristics R45 | R45 |
YW | cr2s E/152 || E/15-2
NPSC 'Sy E/O E/O/P || E/O/P |
Thread Depth max. 2 x dy max. 3 x dy
. q - and Hole Shape
American Standard Straight Pipe Thread P I U H
ANSI B1.20.1
For mechanical joints (previously NPS) Applications — Material | P (1.1-31 P 1.1-41 P 1141
N 23 1.1-21 1.1-31
N 21 N 146 J
N 21-2,24-5
S 11
Tool Identification €0101001 €0513500 €0513700
Reduced Shank ,',iri Rekord Enorm Enorm
Nominal TPL. mm A Dimens. | 2A-STEEL 2-2/E 2-2/E
Size gd; & b ed, O M ID g g ™ |8
ody NPSM|NPSC s — [
8 27 10.100 90 18 7 55 | 91| 88| .5858 ° 4 ° 4 ° 4
1/4 18 13.404 100 22 11 9 12 | 11.4| .5859 [ 4 ° 5 ° 5
3/8 18 16.843 100 22 12 9 155| 14.9| .5860 o 5 ° 5
1/2 14 20.949 125 25 16 12 19 | 184| .5861 ° 5 ° 5
3/4 14 26.296 140 28 20 16 2451 23.7| .5862 o 3
1 111/2 32.895 160 30 25 20 30.5] 29.8| .5863

NPSM can also be used for NPSC thread

Ordering Example: C0101001.5858

»



Machine Taps

DIN Length - DIN Shank

STEEL
Steel
Materials

lh=10xF

lh=10xF

ussexra  =INALIGE
z

CNC-Controlled
Machines

e = —— —32 == Reduced Shank
o0° Class of Fit “X”
Coating TIN
Cutting Material HSS Extra HSS Extra | HSS Extra |
Technical Characteristics R4S | R45 |
. . . 0 C/2-3 E/152 || E/152 |
American Standard Straight Pipe Thread
E/0 E/Q/P E/O/P
ANSI B1.20.3 | o ) J J
. . . Thread Depth max. 2 x dy max. 3 x dy
Drysegl mter_nal straight pipe thregd for fuel, and Hole Shape il
combined with external tapered pipe thread |
NPTF or PTF-SAE-SHORT; Gage with | = | |~ |
tapered gages Applications — Material | P @433 P AR | P @D
N (23 | 1121 ) 1131 )
N 21 )| N{146 |
N 212,245
S @4 ]
Tool Identification| €0101001 €0513500 €0513700
Reduced Shank |/ Rekord Enorm Enorm
Nominal T.PL mm | Din:;ns. 2A-STEEL “ 2-Z/E o 2';'|Z'{|E “
Size 0 dq Iy I (X7} O 2 2 ]
04, - 2 = 2
/16 27 7582 90 17 6 49 | 6.35] .5904 * 3 ° 3 ° 3
/8 27 9.929 90 18 7 55 | 8.7 .5905 ° 4 ° 4 ° 4
1/4 18 13.236 100 22 11 9 1.3 5906 ° 4 ° B ° 5
3/8 18 16.673 100 22 12 9 14.75 | 5907 ° 4 ° 5 ° 5
1/2 14 20.819 125 25 16 12 18.2 .5908 ° 4 ° 5 ° 5
3/ 14 26.166 140 28 20 16 23.5 .5909 ° 4
1 111/2 32718 160 30 25 20 295 5910
® = In stock

= Allow 7 days for delivery

==




E M UE E Machine Taps

DIN Length - DIN Shank

STEEL
Steel
Materials

lh=10xF

HSS Extra

Z
CNC-Controlled
Machines

lh=10xF

=g = == —3 == Reduced Shank
. Class of Fit X
Coating TIN
Cutting Material HSS Extra HSS Extra | HSS Extra |
p (BSPP) Technical Characteristics R45 | R45 |
o ] ] ™V C/2-3 E/152 || E/152 |
Cylindrical Whitworth Pipe Thread & £/0 E/0/P | E/0/P |
DIN EN 10226-1 and ISO 7-1 —
. Thread Depth max. 2 x dy max. 3 x dy
Where pressure-tight joints and Hole Shape i
are made on the threads H
Applications — Material | P {1181 | P11-41 | | P1141
N (23 | 1121 ) 1131 )
N 21 | | N146 |
N 21-2,24-5
S 11 )
Tool Identification | C0101001 €0513500 €0513700
Reduced Shank |/ . Rekord Enorm Enorm
Nominal T.PL mm | D|n|13ns. 2A-STEEL “ 2-72/E o Z;IZ"/‘E “
Size 0 dq I4 I 0 do O 2 2 ]
od; - 2 3 =
Rp /8 28 973 90 18 7 5, 8.6 .4092 * 4 ° 4 * 4
Rp /4 19 1316 100 22 11 9 1.5 .4093 * 4 ° 5 * 5
Rp 3/8 19 16.66 100 22 12 9 15 .4094 * 4 o 5 * 5
Rp 12 14 2096 125 25 16 12 18.5 .4095 * 4 ° 5 * 5
Rp 3/4 14 2644 140 28 20 16 24 .4096 * 4 o 3
Rp 1 11 33.25 160 30 25 20 30.25 .4097 * 5 ° 6
100 Ordering Example: C0101001.4092

EMUGE
[FRANKEN]



nsse-pm, carbide . £=INILIJGE

Machine Taps
HCUT
DIN Length - DIN Shank Hardened
Steels
3
.5
[
I3
l2 O
i o \
elF=r— ——al ———— 71— Reinforced Shank
. Class of Fit RS J X’ J X
Coating TICN | TICN | TCN |
Cutting Material HSSE-PM | Carbide | Carbide |
Technical Characteristics
T ™V C/2-3 | D/45 | C/2-3 |
fworth Fipe Threa | o | o )| o
DIN EN ISO 228
Thread Depth max. 1.5 x dy max. 1.5 x dy
and Hole Shape i
n
Applications — Material | H 1.1-2 | H13-4 ]| H134
. Tool Identification B010J901 B016K101 B010K101
Reinforced Shank : M P T ST
Nominal TPI Dimens. |1A-HCUT-PM Rekord Rekord
P sd 4 b ed O | ID TICN | §| 1A-HCUT/D | § | 1A-HCUT/C | 3
A 5 men |Z| TN |3
0dy i i [
G 1/8 28 973 90 10 3 10 8 8.8 .4035 * 9
G 1/8 28 9.73 100 18 38 10 8 8.8 .4035 * 5 * o)
G 1/4 19 1316110 24 44 14 11 11.9 .4036 * 6 * 6

2) Please note: Use solid carbide tap VHM-Rekord 1A-HCUT/D-TICN as No.1 tap!

e

® = In stock
= Allow 7 days for delivery



Machine Taps HSS Extra
EMUGE

STEEL
DIN Length - DIN Shank Steel
Materials
[
2 0
I —t+———= —— Reduced Shank
. Class of Fit “X" J
Coating TIN
Cutting Material HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra |
Technical Characteristics R15 | R15 |
e > c/2-3 | B/4-5 | B/4-5 | c/23 || [ E/152 |
fiworth Fipe Threa & E/0 )| E/0 )| E/0 J| e/ J|  E/0 )
DIN EN ISO 228
Thread Depth max. 2 X d4 max. 3 x d4 max. 2 X dy
and Hole Shape T T
L | L
Applications — Material | P 4131 1 | P11-81 | | P1141 | P[2181 | | P 2181
N 23 ]| N[22 )| K21 )
N 22,245 |
Reduced Shank Tool Identification| 0101001 €0208900 €0208400 €0451000 €0461000
Rekord Rekord Rekord Rekord Rekord
Nominal TPI mm Dimens. | 2A-STEEL | |2B-STEEL-L| |2B-STEEL-L| | 2D-STEEL | |2D-STEEL/E|
Pl . .
Size o dy I b ed, 0O ID g g TN g e £
od; - = = = E =
G 1he 28 7.72 90 17 6 49 6.8 .4034 * 3
G /8 28 9.73 90 18 7 5.5 8.8 .4035 * 4 * 3 * 3 * 3 * 3
G 14 19 1316 100 22 11 9 11.8 .4036 * 4 * 3 * 3 * 3 * 3
G 38 19 16.66 100 22 12 9 15.25 .4037 * 4 * 3 * 3 * 3 * 3
G 12 14 2096 125 25 16 12 19 .4038 * 4 * 4 * 4 * 4 * 4
G 98 14 22.91 125 25 18 145 | 21 .4039 * 4
G 34 14 26.44 140 28 20 16 24.5 .4040 * 4 * 4 * 4 * 4 * 4
G 7/8 14 30.20 150 28 22 18 28.25 .4041
G 1 11 3325 160 30 25 20 30.75 .4042 * D * 4 * 4 * 4 * 4
G 11/8 11 3790 170 30 28 22 35.5 .4043 * 5
G 171/4 11 41.91 170 30 32 24 39.5 4044 * 6 * 6
G 13/8 11 44.32 180 32 36 29 41.75 .4045 * 6
G112 11 47.80 190 32 36 29 45.25 .4046 * 6 * 6
G 158 11 52.00 190 32 40 32 49.5 .4047 * 6
G 13/4 11 5375 190 32 40 32 51 .4048 * 6
G2 11 59.61 220 40 45 35 57 .4050 * 8

102 ENNE=S Ordering Example: C0101001.4034
[FRANKEN g Bxamp



Machine Taps HSS Extra E M U G E
H

STEEL VA
Steel Stainless Steel Materials of High
Materials Materials Tensile Strength
L N
| |
[- 9 [- 9 a
E E E
[} [} L
) - -
X “X" | | Class of Fit
TIN NT J GLT-1 | NT J TICN | | Coating
HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra | | Cutting Material
R3 | R35 | R35 Technical Characteristics
C/23 | c/23 | B/45 | C/23 | c/23 | c/23 )| vV
E/0 | E/0 | E/0/P | E/O0/P | E/O0/P | E/Q0/P | ‘)
max. 2.5 x dq max. 3 x dy max. 2.5 X dy max. 2 X d4 Thread Depth
T T and Hole Shape
L L
P1131 | P14l PRSI | P ATATTT P @E8A0T0 | P @FATTNY | Applications — Material
N 220 | K @D 1121 )| 11181 ) K @200 | « @20 |
N 22 K 2 | K 2 N 22700 | N &N E
N 22256 N @S | N @HETN
€0501000 €0501400 €0203000 €050C300 €0100501 €0109101 Tool Identification
Enorm Enorm Rekord Enorm Rekord Rekord
2-STEEL 2-STEEL 2B-VA 2-VA 2A-H 2A-H Dimens. Nominal TPl
8 TIN 8 NT 8| 6L 2 NT 2 TICN 2 ID Size
3 3 3 3 E} 3 0d
[T [T [T [T [T [T
G
* 3 * 3 * 3 * 3 * 4 * 4 G
* 4 * 4 * 3 * 3 * 4 * 4 G
* 4 * 4 * 3 * 3 * 4 * 4 G
* 4 * 4 * 4 * 4 * 4 * 4 G
G
* 4 * 4 * 4 * 4 * 4 G
G
* 5 * B * 4 * 4 * 5 G
G
* 6 * 6 G
G
* 6 * 6 G
G
G
G
@ = In stock I=V=H 103
[FRANKEN

* = Allow 7 days for delivery



EMUEE Machine Taps Carbide, HSSE-PM

H HCUT

DIN Length - DIN Shank Materials of High Hardened
Tensile Strength Steels

L] L]

e
-

=33 — —f——7 == Reduced Shank 2)

Class of Fit “X" ) X" |
Coating TICN |

G W Cutting Material Carbide | HSSE-PM |

Technical Characteristics

55°

. i C?f” E/15-2 | C/2-3 |
Whitworth Pipe Thread & B 40 Tl
DIN EN ISO 228 —

Thread Depth max. 2 x dy max. 1.5 x dy
and Hole Shape T T
L LL|
) —— e
Applications — Material | P 81 Hifa2 )
K 1.1-42
N 15-6,2.6-8
N 41,4352
H1.1-2
Tool Identification| C1960901 €010J901
Reduced Shank IM VHM/KHM Rekord
Nominal TPI mm / Dimens. Rekord 2A-HCUT-PM
Size gd I Ip odp O 2 D 2A-H/E-IKZ é TICN é
0dy i [
G 116 28 7.72 90 10 6 49 | 6.8 .4034
G 18 28 9.73 90 10 7 55 | 88 .4035 * 4 * 5
G /4 19 13.16 100 15 11 9 1.8 2| .4036 * 4 * 6
G 38 19 16.66 100 15 12 9 15.252)| .4037 * 4 * 6
G 12 14 2096 125 17 16 12 19 2| .4038 * 4 * 6

1) Threading in through holes is possible only with external cooling/lubrication
2) Increase drill diameter for taps Rekord 1/2A-HCUT-PM-TICN from G 1/2 by 0.1 mm

104 Ordering Example: G1960901.4035



Machine Taps

DIN Length - DIN Shank

ussexra  =INALIGE

Z
CNC-Controlled
Machines

=g = == —3 == Reduced Shank
Class of Fit
55° )
Coating TIN
Cutting Material HSS Extra | HSS Extra |
Technical Characteristics R45 | R45 |
e YW | Ens2 || E/52 |
fiworth Fipe Threa | 0 )| Er0p |
DIN EN ISO 228
Thread Depth max. 3 x dy
and Hole Shape H
Applications — Material | P {1141 ) | P {141
1121 | 1.1-3.1
N 21 )| N[46
N 21-2,24-5
S i
Tool Identification| C0513500 €0513700
Reduced Shank : Enorm Enorm
Nominal T.PI mm Dimens. 2-7/E 2-7/E
Il & [} %]
Size ody |y L ed, O | = g T |s
0dy T s
G 116 28 7.72 90 10 6 49 6.8 .4034
G /8 28 9.73 90 10 7 55 8.8 .4035 * 4 ° 4
G /4 19 1316 100 15 1 9 11.8 .4036 * 5 o 5
G 38 19 16.66 100 15 12 9 156.25 .4037 * 5 ° 5
G 12 14 2096 125 17 16 12 19 .4038 * 3 * o
G /8 14 2291 125 17 18 145 | 21 .4039
G 34 14 26.44 140 20 20 16 245 .4040 * 3 * O
G /8 14 3020 150 22 22 18 28.25 4041
G 1 1 3325 160 24 25 20 30.75 .4042 * 6 * 6
G118 11 37.90 170 24 28 22 35.5 .4043
G 11/4 11 41.91 170 25 32 24 8IS 4044
G 138 11 44.32 180 27 36 29 41.75 .4045
G 112 1 4780 190 27 36 29 45.25 .4046
G 198 11 52.00 190 27 40 32 49.5 .4047
G 13/4 1 5375 190 27 40 32 51 .4048
G2 11 59.61 220 32 45 35 57 .4050
@ = In stock

= Allow 7 days for delivery

B




EMUEE Machine Taps HSS Extra

DIN Length - DIN Shank i St

Materials

With internal chip collector

0dq

N

= L
j;, P —1———7 — - Reduced Shank

Class of Fit “X"

55°
Coating NE2
G Cutting Material HSS Extra

Technical Characteristics

] . o™ ©/2-3
Whitworth Pipe Thread & /00
DIN EN IS0 228 S—
Thread Depth max. 1.5 x dq
and Hole Shape T
n
Applications — Material P 1.1-41
1.1-2.1
K 1.1-42
Tool Identification €0803001
Reduced Shank : _ Robust
Nominal ~ T.PI. inch 1| | Dimens. VA
Size 0 dq h L edy O i 1D NE2 £
o dy ey
G1 11 3325 160 30 25 20 30.75 .4042 * 6
G114 11 41.91 170 30 32 24 39.5 .4044 * 6
G112 11 47.80 190 32 36 29 45.25 .4046 * 6
G134 1 53.75 190 32 40 32 51 .4048 * 7
G2 11 59.61 220 40 45 35 57 .4050 * 8
G214 1 65.71 275 45 50 39 63.3 .4051 * 8
G212 11 7518 275 45 50 39 72.8 .4053 * 8
G234 M 81.53 325 50 50 39 79.1 .4054 * 10
G3 11 87.88 325 50 50 39 85.5 .4055 * 10
> G2 Shank with grooves for better handling! The Complete Tool System
Robust 2X-VA Taps when used with a KSN Type
1) If possible, use paste lubrication, coating both the tool and the walls of the drilled hole. tapping attachment creates the optimal tapping unit!

Lubrication with oil is possible only in the vertical machining of blind holes, if the hole is entirely filled with oil.

Larger sizes priced upon request.

106 A== Ordering Example: C0803001.4042
[FRANKEN g Bxamp



Machine Taps HSS Extra E M UG E

STEEL VA
Extra Length - ANSI Shank Steel Stainless Steel
Materials Materials
. R R
It
I3
lo o
‘\ | |
s {F , — S L1 Reinforced Shank E | EE
L (1716 - 3/8) I 0
[
l2
D \
s { I I 72“17 _ L Reduced Shank E 3
Y (1/2-2)
Class of Fit
60° .
P Coating TIN TIN |
Cutting Material HSS Extra | HSS Extra | HSS Extra | HSS Extra |
<116 Technical Characteristics R15 J R15 J
PN P - 0 c/2-3 | C/23 | C/2-3 | C/2-3 |
merican lapered Pipe Thread, ‘> E/0 E/0 ) E/0 | E/0 |
ANSI/ASME B1.20.1
3 ) Applications — Material | P 1121 1 | P 1121 | P1131 | | P1131
For threads with dryseal material, K@i20 | K @2 1131 | 11-31
taper 1:16 N @230 | N @223
Tool Identification CW181000 CW181400 CW483000 CW483100
Rekord Rekord Rekord Rekord
Nominal T.PL inch Dimens. 2A-STEEL 2A-STEEL 2D-VA 2D-VA
Size I Iy Iy 0d, ] ID g ™ |8 g ™ |8
o dq o i i i
1/16 27 3.543 0.69 1.161 03125  0.234 .5763 ° 4 ° 4 ° 3 ° 3
1/8 27 3.937 0.75 1299 04375 0.328 .5764 ° 5 ° 5 ° 3 ° 3
1/4 18 3.937 1.06 1772 05625  0.421 .5765 ° 5 ° 5 ° 3 ) 3
3/8 18 4.331 1.06 1.850  0.7000  0.531 .5766 ° 5 ° 5 ° 3 ° 3
1/2 14 5.512 1.38 — 0.6875  0.515 .5767 ° 5 ° 5 ° 5 ° B
3/4 14 5.512 1.38 — 0.9063  0.679 .5768 ° 6 ° 6 ) 5 ) 5
1 1112  6.299 1.75 — 11250  0.843 .5769 ° 6 ° 6
11/4 1112 6.693 1.75 — 1.3125  0.984 5770 ° 6 ° 6
1172 1112 7480 1.75 — 15000 1.125 5771 ° 7 ° 7
2 1112  7.874 1.75 — 1.8750  1.406 5772 ° 7 ° 7
Taper reamers for taper holes 1:16, see page 118.
Thread Hole Preparatory Diameters for Tapered Pipe Thread NPT, Taper 1:16
A) Cylindrical preparation B) Tapered preparation Nominal TPI. inch
of thread hole of thread hole Size 0D oD, 0D, t
0Dy 9D3 0 d (+0.002)
‘ ‘ 1/16 27 0.2421 0.2343 0.2516 0.4646
i = i 1/8 27 0.3346 0.3268 0.3441 0.4685
= 1/4 18 0.4331 0.4232 0.4472 0.6850
\ g 3/8 18 0.5669 0.5571 0.5827 0.6969
‘ = 1/2 14 0.7008 0.6870 0.7213 0.9094
= 0Dy = 3/4 14 09114 0.8976 0.9319 0.9291
‘ 1 112 1.1437 1.1280 1.1689 1.1181
11/4 11172 1.4882 1.4705 1.5138 1.1378
\ 112 1112 1.7264 1.7106 1.7528 1.1378
v\fIf/ ST 2 111/2 2.1988 2.1831 2.2268 1.1535

The minimum drilling depth t; includes the reach of screw by hand Ly and the effective depth L3 to ANSI/ASME B1.20.1 as well as the chamfer of the tap. Additional drilling-down has
to be determined by the user according to the construction of the workpiece. For series production it is recommended that the minor thread dia. be made as per B. Special taps are
required for blind holes where the minimum depths t; as listed in the above table cannot be met. In this case please supply a sketch with blind hole dimensions along with the order.

o= In stock EMUGE IRV
= Allow 7 days for delivery




NPT

EMUEE Machine Taps HSS Extra

Extra Length - ANSI Shank e

Materials

I3
lo o
s { — — S L1 Reinforced Shank E§
T [ ] (1716 - 3/8) |
[
l2
O
S — . 3 P = Reduced Shank
®) +E g (112-2)
Class of Fit
60° .
P Coating TIN
Cutting Material HSS Extra | HSS Extra |
<116 Technical Characteristics R15 | R15 |
. i C?f” C/2-3 | C/2-3
American Tapered Pipe Thread, & G o
ANSI/ASME B1.20.1 2 2
i i Applications — Material | P (11831} | P {1131
For threads with dryseal material, 1131 | 11-31
taper 1:16
Tool Identification CW493000 CW493100
Rekord Rekord
Nominal T.PI inch Dimens. 2D-VA-AZ 2D-VA-AZ
.Pl. " "
Size I I, Is odp O ID g TN |s
0dy T T
1/16 27 3.543 0.69 1.161 0.3125  0.234 .5763 ° 3 ° 3
1/8 27 3.937 0.75 1299 04375 0328 .5764 ° 3 ) 3
1/4 18 3.937 1.06 1772 05625  0.421 .5765 ° 3 ) 3
3/8 18 4.331 1.06 1.850  0.7000  0.531 .5766 ° 3 ° 3
1/2 14 5.512 1.38 — 0.6875  0.515 .5767 ° 5 ° o
3/4 14 5.512 1.38 — 0.9063  0.679 .5768 ° 5 ) 5
1 1112  6.299 1.75 — 11250  0.843 .5769
11/4 1112 6.693 1.75 — 1.3125  0.984 .5770
1172 1112 7480 1.75 — 15000 1.125 5771
2 1112  7.874 1.75 — 1.8750  1.406 5772
Taper reamers for taper holes 1:16, see page 118
Thread Hole Preparatory Diameters for Tapered Pipe Thread NPT, Taper 1:16
A) Cylindrical preparation B) Tapered preparation Nominal TPL. inch
of thread hole of thread hole Size 0D, oD, 0D, t
0D; 0D; 0 dq (+0.002)
‘ ‘ 1/16 27 0.2421 0.2343 0.2516 0.4646
i - i 1/8 27 0.3346 0.3268 0.3441 0.4685
= 1/4 18 0.4331 0.4232 0.4472 0.6850
\ g 3/8 18 0.5669 0.5571 0.5827 0.6969
‘ = 1/2 14 0.7008 0.6870 0.7213 0.9094
= oD, = 3/4 14 0.9114 0.8976 0.9319 0.9291
‘ 1 112 1.1437 1.1280 1.1689 1.1181
11/4 11172 1.4882 1.4705 1.5138 1.1378
\ 112 112 1.7264 1.7106 1.7528 1.1378
v\—I—/ ST 2 111/2 2.1988 2.1831 2.2268 1.1535

The minimum drilling depth t; includes the reach of screw by hand Ly and the effective depth L3 to ANSI/ASME B1.20.1 as well as the chamfer of the tap. Additional drilling-down has
to be determined by the user according to the construction of the workpiece. For series production it is recommended that the minor thread dia. be made as per B. Special taps are
required for blind holes where the minimum depths t; as listed in the above table cannot be met. In this case please supply a sketch with blind hole dimensions along with the order.

108 Ordering Example: CW493000.5763



Machine Taps HSS Extra E M UG E

STEEL VA
ANSI Length - ANSI Shank Steel Stainless Steel
Materials Materials
It
I3
lo o
= {F ——— = — LI Reinforced Shank
L —— [ ] (1/16 - 3/8)
I
I
D \
s { I 72”1 L Reduced Shank
(1/2-2)
o0 Class of Fit
P Coating TIN TIN
Cutting Material HSS Extra | HSS Extra | HSS Extra | HSS Extra |
<116 Technical Characteristics
PN P - ™Y C/23 || C/23 | c/2-3 | C/2-3 |
merican Tapered Pipe Thread, & /0 | /0 | /0 ) /0 |
ANSI/ASME B1.20.1
. . Applications — Material | P (1121 | P 1121 | P1141 | P1141
For threads with dryseal material, K@i | K@ 1131 )| v 1181
taper 1:16 N 223000 | N 223 K2142 | | K142
N [2.4-6 1| N24-6 ]
Tool Identification AW181000 AW181400 AW193000 AW193100
Rekord Rekord Rekord Rekord
Nominal TPL inch Dimens. | A-STEEL A-STEEL A-VA-AZ A-VA-AZ
Size I lp s ody, O ID g ™ |2 g ™ |3
o dy e D i ic
1he 27 21/8 2.13 069 0925 03125 0.234 5763 ° 4 ° 4 ° 3 ° 3
/8 27 21/8 213 0.75 0.984 0.4375 0.328 5764 [ 5 ° 5 ° 3 ° 3
/4 18 2716 2.44 1.06 1.280 0.5625 0.421 5765 ) 3 ° 3 ° 3 ° 3
38 18 2 9/16 2.56 1.06 1.339 0.7000 0.531 5766 [ 5 ° 5 ° 3 ° 3
12 14 31/8 BAlS 1.38 — 0.6875 0.515 5767 ) 6 ) 5 o 5) ° 5
34 14 31/4 3.25 1.38 — 0.9063 0.679 5768 ° 6 ° 6 ° 5 ° 5
1 111/2 | 33/4 30D 1.75 — 1.1250 0.843 5769 [ 6 [ 6 ° 5 ° 5
114 1112 ] 4 4.00 1.75 — 1.3125 0.984 5770 ° 6 ° 6
112 1112 | 414 4.25 1.75 — 1.5000 1.125 5771 ° 7 ° 7
2 1112 4172 4.50 1.75 — 1.8750  1.406 5772 [ 7 [ 7
Taper reamers for taper holes 1:16, see page 118
@ = In stock 109

= Allow 7 days for delivery



NPT

EMUEE Machine Taps HSS Extra

ANSI Length - ANSI Shank i St

Materials

I3
lo o
s {F — | — L1 Reinforced Shank §
L L1 (i6-3) |
[}
l2
D \
s { R 7131‘ L Reduced Shank
3 (1/2-2)
o0 Class of Fit
P Coating TN ) TICN ) TIN J
Cutting Material HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra |
<116 Technical Characteristics R15 | R15 | R15 | R15 | R15 |
PN T - ™Y c/2-3 | C/2-3 | c/2-3 | c/2-3 | C/2-3 |
merican Tapered Fipe Thread, & E/0 )| E/0 )| Eo0 )| E/0 | E/0 |
ANSI/ASME B1.20.1
3 ) Applications — Material | P (1181 1 | P1181 | [ PA131 | P1181 | P1131 |
For threads with dryseal material, 1.1-31 1.1-31 1.1-31 1131 )| 1 1131
taper 1:16
Tool Identification AW483000 AW483100 AW889300 AW493000 AW493100
Rekord Rekord Rekord Rekord Rekord
Nominal TPL inch Dimens. D-VA D-VA D-VA-IKZN D-VA-AZ D-VA-AZ
Size I Ip I3 o dy O D é TIN % TICN é é TIN é
o dq o i i ic i
e 27 2178 2.13 069 0925 03125 0.234 5763 ° 3 ° 3 ° 3 ° 3 ° 3
78 27 21/8 2.13 075 0984 04375 0.328 5764 ° 3 ° 3 ° 3 ° 3 ° 3
/4 18 2716 244 106 1280 0.5625 0.421 5765 ° 8 ° 3 ) 8 ° 3 ° 8
38 18 2916  2.56 1.06 1339 0.7000 0.531 .5766 ° 3 ° 3 ° 3 ° 3 ° 3
12 14 31/8 3.13 1.38 — 0.6875 0515 5767 ° 5 ° 5 ° 5 ° 5 ° 5
34 14 31/4 3.25 1.38 — 0.9063 0.679 .5768 ° 5 ° 5 ) 5 ° 5 ° 5
1 1171/2 | 33/4 3.75 1.75 — 11250 0.843 .5769 ° 5 ° 5 ) 5 ° 5 ° 5
114 11121 4 4.00 1.75 — 13125 0984 5770 ° 5 ° 5
12 1112 | 471/4 4.25 1.75 — 15000 1.125 5771 ° 5 ° 5
2 1112 | 412 4.50 1.75 —  1.8750 1.406 5772 [ 7 ° 7
Taper reamers for taper holes 1:16, see page 118
Thread Hole Preparatory Diameters for Tapered Pipe Thread NPT, Taper 1:16
A) Cylindrical preparation B) Tapered preparation Nominal TPL. inch
of thread hole of thread hole Size 0D, 0D, 0D, t
0 D1 #D3 0 d (+0.002)
‘ ‘ 1/16 27 0.2421 0.2343 0.2516 0.4646
i - i 1/8 27 0.3346 0.3268 0.3441 0.4685
= 1/4 18 0.4331 0.4232 0.4472 0.6850
\ g 3/8 18 0.5669 0.5571 0.5827 0.6969
‘ = 1/2 14 0.7008 0.6870 0.7213 0.9094
= oD, = 3/4 14 0.9114 0.8976 0.9319 0.9291
‘ 1 112 1.1437 1.1280 1.1689 1.1181
1 1/4 111/2 1.4882 1.4705 1.5138 1.1378
\ 112 112 1.7264 1.7106 1.7528 1.1378
T\,I,/ ST 2 111/2 2.1988 2.1831 2.2268 1.1535

The minimum drilling depth t; includes the reach of screw by hand Ly and the effective depth L3 to ANSI/ASME B1.20.1 as well as the chamfer of the tap. Additional drilling-down has
to be determined by the user according to the construction of the workpiece. For series production it is recommended that the minor thread dia. be made as per B. Special taps are
required for blind holes where the minimum depths t; as listed in the above table cannot be met. In this case please supply a sketch with blind hole dimensions along with the order.

110 EXRES Ordering Example: AW483000.5763
[FRANKEN] g Hamp



Machine Taps HSSE-PM E M UG E

ANSI Length - ANSI Shank -

Alloys

I3
lo o
s { — — 3 — I Reinforced Shank
L —— [ ] (1/16 - 3/8)
[}
l2
D \
s { ] 72“1‘ L Reduced Shank
3 (1/2-2)

Class of Fit
Coating TICN

P
W Cutting Material HSSE-PM
<116 Technical Characteristics R10

alV | c/o3

60°

American Tapered Pipe Thread, O G
ANSI/ASME B1.20.1 Py — 4121 =
) ) pplications — Materia 1-4. )
For threads with dryseal material, S 23256
taper 1:16
Tool Identification AW79J400
Rekord
Nominal TPI. inch Dimens. | D-R10-NI
Size I Ip s edy O ID TeN | 8
o dq [
e 27 21/ 213 [ 069 0925 03125 0.234 | .5763 ° 3
g 27 21/8 213 | 075 0984 04375 0.328 | .5764 ° 3
/4 18 2716 244 | 106 1.280 05625 0421 | .5765 ° 3
33 18 2916 256 | 1.06 1339 0.7000 0.531 | .5766 ® 4
T2 14 31/8 313 | 1.38 — 06875 0515 | .5767 ° 4
34 14 31/4 325 | 1.38 — 09063 0679 | .5768 ° 4
1 1112 | 334 375 | 1.75 — 11250 0.843 | .5769 ° 4
114 1112 | 4 400 | 1.75 — 13125 0984 | .5770 ° 6
112 12| 414 425 | 1.75 — 15000 1.125 | 5771 ° 6
2 111/ | 412 450 | 175 —  1.8750 1.406 | .5772 ° 6

—

o= In stock EMUGE RN
* = Allow 7 days for delivery [FRANKEN]

Taper reamers for taper holes 1:16, see page 118




EMUEE Machine Taps HSS Extra

STEEL VA
Extra Length - ANSI Shank Steel Stainless Steel
Materials Materials
. - l . l - . L]
It
I3
lo o
‘\ | |
: . : EE
S E — — |- — ==t Reinforced Shank
Lj [ (1716 - 3/8) :" :.r
[
l2
D \
s { I I 7517 _ L Reduced Shank E 3
(1/2-2)
o0° Class of Fit
P Coating TIN TIN
Cutting Material HSS Extra | HSS Extra | HSS Extra HSS Extra |
<1416 Technical Characteristics
PN E T > C/2-3 | C/2-3 | C/2-3 C/2-3 |
merican lapered Pipe Thread, ‘> /0 | E/0 | £/0 E/0 |
ANSI/ASME B1.20.3
3 ) Applications — Material | P (1121 1 | P 1121 P1141 | | P 1141
For threads without dryseal material, K @i2 | K @2 11-31 11-31
taper 1:16 N 223000 | N 22 K 2142 | K 2142
N 246 )| N24%
Tool Identification CW181000 CW181400 CW193000 CW193100
Rekord Rekord Rekord Rekord
Nominal  TPI inch Dimens. | 2A-STEEL 2A-STEEL 2A-VA-AZ 2A-VA-AZ
Size I Ip Iy 0d; ] ID g ™ |8 g ™ |8
o dy [ i i i
1he 27 3.543 0.69 1.161 0.3125  0.234 .5782 ° 4 ° 4 ° 3 ° 3
1/8 27 3.937 0.75 1299 04375 0328 .5783 ° 5 ° 5 ° 3 ° 3
1/4 18 3.937 1.06 1772 05625  0.421 .5784 ° 5 ) 5 ) 3 ° 3
3/8 18 4.331 1.06 1.850  0.7000  0.531 .5785 ° 5 ° 5 ° 3 ° 3
1/2 14 5.512 1.38 — 0.6875  0.515 .5786 ° 5 ° 5 ° 5 ° 5
3/4 14 5.512 1.38 — 0.9063  0.679 .5787 ° 6 ) 6 ) 5 ) 5
1 1112 6.299 1.75 — 11250  0.843 .5788 ° 6 ) 6 ) 5 ° 5
11/4 1112 6.693 1.75 — 1.3125  0.984 .5789 ° 6 ° 6 ° 5 ° 5
112 1112 7480 1.75 — 15000 1.125 .5790 ° 7 ) 7 ) 5 ) B
2 1112  7.874 1.75 — 1.8750  1.406 .5791 [ 7 [ 7 [ 7 [ 7
Taper reamers for taper holes 1:16, see page 118
Thread Hole Preparatory Diameters for Tapered Pipe Thread NPTF, Taper 1:16
A) Cylindrical preparation B) Tapered preparation Nominal TPL. inch
of thread hole of thread hole Size 0D, oD, 0D, t
0 D1 #D3 0 dy (+0.002)
‘ ‘ 1/16 27 0.2402 0.2343 0.2524 0.4646
i - i 1/8 27 0.3327 0.3268 0.3449 0.4685
= 1/4 18 0.4291 0.4232 0.4488 0.6850
\ g 3/8 18 0.5630 0.5571 0.5843 0.6969
‘ = 1/2 14 0.6929 0.6870 0.7217 0.9094
= 0Dy = 3/4 14 0.9055 0.8976 0.9323 0.9291
‘ 1 112 1.1319 1.1280 1.1701 1.1181
1 1/4 111/2 1.4764 1.4705 1.5150 1.1378
\ 112 11172 1.7224 1.7106 1.7539 1.1378
T\,I,/ ST 2 111/2 2.1949 2.1831 2.2280 1.1535

The minimum drilling depth t; includes the reach of screw by hand L and the effective depth L3 to ANSI B1.20.3 as well as the chamfer of the tap. Additional drilling-down has to
be determined by the user according to the construction of the workpiece. For series production it is recommended that the minor thread dia. be made as per B. Special taps are
required for blind holes where the minimum depths t; as listed in the above table cannot be met. In this case please supply a sketch with blind hole dimensions along with the order.

112 EXRES Ordering Example: CW181000.5782
[FRANKEN] g Hamp



Machine Taps

ANSI Length - ANSI Shank

‘ 0 dq
ﬂ
\
|
ﬂLz

0 dq
L
|
I

Reinforced Shank
(1716 - 3/8)

Reduced Shank

ussexra  =INALIGE

STEEL
Steel
Materials

Stainless Steel
Materials

(1/2-2)
60° Class of Fit

P Coating TIN TIN

Cutting Material HSS Extra | HSS Extra | HSS Extra | HSS Extra |
<1416 Technical Characteristics
PN T ™V C/2-3 | c/2-3 | c/2-3 | c/2-3 |
merican Tapered Pipe Thread, & /0 | /0| /0 | /0 |
ANSI/ASME B1.20.3
3 ) Applications — Material | P (1121 | P 1121 P 1141 | P11-41
For threads without dryseal material, K@i | K@i 1131 | w1181
taper 1:16 N 225000 | N 225 K242 | KR2142
N 24-6 | | N246 J
Tool Identification AW181000 AW181400 AW193000 AW193100

Rekord Rekord Rekord Rekord

Nominal TP inch Dimens. | A-STEEL A-STEEL A-VA-AZ A-VA-AZ
Size I lp s ody, O ID g ™ |8 g ™ |8
o d i i i i
e 27 21/8 213 | 069 0925 03125 0.234 | .5782 ° 4 ° 4 ° 3 ° 8
8 27 21/8 2.13 0.75 0.984 0.4375 0.328 .5783 ° 5 ° 5 ° 3 ° 3
4 18 2716 2.44 1.06 1280 0.5625 0.421 5784 () B ° B ° 3 ° 3
38 18 2916 2.56 106 1339 0.7000 0.531 .5785 [ 5 [) 5 [ 3 [ 3
12 14 31/8 3,11 1.38 — 0.6875 0.515 5786 () B ° B ° 5 ° 3
34 14 31/4 3.25 1.38 — 0.9063 0.679 .5787 ° 6 ° 6 ° 5 ° 5
1 111/2 | 33/4 2,79 1.75 — 11250 0.843 5788 ° 6 ° 6 ° 5 ° o)
114 1172 |4 4.00 1.75 — 1.3125 0984 .5789 ° 6 ° 6 ° 5 ° 5
112 117/2 |41/ 4.25 1.75 — 1.5000 1.125 5790 ° 7 ° 7 ° 9 ° B
2 1112 [41/2 4.50 1.75 — 1.8750 1.406 .5791 [ 7 [ 7 [ 7 [ 7

Taper reamers for taper holes 1:16, see page 118

o = In stock
= Allow 7 days for delivery

==



EMUEE Machine Taps HSS Extra

ANSI Length - ANSI Shank i St

Materials

I3
lo o
= {F — 7% L Reinforced Shank 3:
L L1 (i6-3) |
h
2
D \
S { ] 713177 Reduced Shank
(1/2-2)
o0° Class of Fit
P Coating TN ) TICN ) TIN J
Cutting Material HSS Extra | HSS Extra | HSS Extra | HSS Extra | HSS Extra |
4116 Technical Characteristics R15 | R15 | R15 | R15 | R15 |
American T N ™Y c/2-3 | C/2-3 | c/2-3 | c/2-3 | C/2-3 |
merican fapered Fipe Thread, & E/0 )| E/0 ) E/0 | E/0 | E/0 |
ANSI/ASME B1.20.3
3 ) Applications — Material | P 1131} | P331 | | P4131 | P11-31 | | P 131
For threads without dryseal material, 1131 )| M1181 )| M14-81 )| M1181 )| M1131 )
taper 1:16

Tool Identification AW483000 AW483100 AW889300 AW493000 AW493100

Rekord Rekord Rekord Rekord Rekord
i P Dimens. D-VA D-VA D-VA-IKZN D-VA-AZ D-VA-AZ
Nosr?zlzal T.PL | ) inch ) od, - D é N % TICN é é TIN é
o dq [ i i i e
16 27 21/8 2.13 069 0925 03125 0.234 .5782 ° 3 ° 3 ° 8 ° 3 ° 3
78 27 21/8 2.13 0.75 0.984 04375 0.328 .5783 ° 3 ° 3 ° 3 ° 3 ° 3
/4 18 2716 244 1.06 1280 0.5625 0.421 5784 ° 8 ° 3 ) 8 ° 3 ° 8
38 18 2916  2.56 1.06 1339 0.7000 0.531 .5785 ° 3 ° 3 ° 3 ° 3 ° 3
12 14 31/8 3.13 1.38 — 0.6875 0.515 5786 ° B ° 6 ° 5 ° 5 ° B
34 14 31/4 3.25 1.38 — 0.9063 0.679 .5787 ° 5 ° 5 ) 5 ° 5 ° 5
1 1171/2 | 33/4 3.75 1.75 — 11250 0.843 .5788 ° 5 ° 5 ) 5 ° 5 ° 5
114 11121 4 4.00 1.75 — 13125 0.984 .5789 ° 5 ° 5
12 1112 | 471/4 4.25 1.75 — 15000 1.125 .5790 ° 5 ° B
2 1112 | 412 4.50 1.75 — 1.8750 1.406 5791 [ 7 ° 7
Taper reamers for taper holes 1:16, see page 118
Thread Hole Preparatory Diameters for Tapered Pipe Thread NPTF, Taper 1:16
A) Cylindrical preparation B) Tapered preparation Nominal TPL. inch
of thread hole of thread hole Size 0D, oD, 0D, t
0D; 0D; 0 dq (+0.002)
‘ ‘ 1/16 27 0.2402 0.2343 0.2524 0.4646
i = i 1/8 27 0.3327 0.3268 0.3449 0.4685
= 1/4 18 0.4291 0.4232 0.4488 0.6850
\ 8 3/8 18 0.5630 0.5571 0.5843 0.6969
‘ = 1/2 14 0.6929 0.6870 0.7217 0.9094
= 0Dy = 3/4 14 0.9055 0.8976 0.9323 0.9291
‘ 1 112 1.1319 1.1280 1.1701 1.1181
11/4 11172 1.4764 1.4705 1.5150 1.1378
\ 112 11172 1.7224 1.7106 1.7539 1.1378
T:If/ ST 2 111/2 2.1949 2.1831 2.2280 1.1535

The minimum drilling depth t; includes the reach of screw by hand L and the effective depth L3 to ANSI B1.20.3 as well as the chamfer of the tap. Additional drilling-down has to
be determined by the user according to the construction of the workpiece. For series production it is recommended that the minor thread dia. be made as per B. Special taps are
required for blind holes where the minimum depths t; as listed in the above table cannot be met. In this case please supply a sketch with blind hole dimensions along with the order.

114 EVEES Ordering Example: AW483000.5782
[FRANKEN] g Hamp



Machine Taps HSSE-PM E M UG E

ANSI Length - ANSI Shank -

Alloys

I3
lo o
s { — — 3 — I Reinforced Shank
L —— [ ] (1/16 - 3/8)
[}
l2
D \
s { ] 7131‘ L Reduced Shank
3 (1/2-2)

Class of Fit
Coating TICN

P
W Cutting Material HSSE-PM
<116 Technical Characteristics R10

alV | c/o3

60°

American Tapered Pipe Thread,
'Sy 0/P
ANSI/ASME B1.20.3
i i Applications — Material 21-441
For threads without dryseal material, S @395%
taper 1:16
Tool Identification AW79J400
Rekord
Nominal TPL inch Dimens. | D-R10-NI
Size I Ip s edy O ID TeN | 8
o dq [
The 27 21/ 213 [ 069 0925 03125 0.234 | .5782 ° 3
s 27 21/8 213 | 075 0984 04375 0328 | .5783 ° 3
4 18 2716 244 | 1.06 1280 05625 0421 | 5784 ° 3
33 18 2916 256 | 1.06 1339 0.7000 0.531 | .5785 ° 4
T2 14 31/ 313 | 1.38 — 06875 0515 | .5786 ° 4
34 14 314 325 | 1.38 — 09063 0679 | .5787 ° 4
1 1112 | 334 375 | 175 — 11250 0843 | 5788 ° 4
114 11712 | 4 400 | 1.75 — 13125 0984 | .5789 ° 6
11 1112 | 414 425 | 175 — 15000 1.125 | .5790 ° 6
2 1112 | 412 450 | 1.75 — 1.8750 1.406 | .5791 ° 6

Taper reamers for taper holes 1:16, see page 118

——

@ = In stock EMUGE RRRE
* = Allow 7 days for delivery [FRANKEN]




EMUEE Machine Taps HSS Extra

DIN Length - DIN Shank i St

Materials

§
|

l4 l
l2
O
{ — — — 751— — = Reduced Shank B

Re (BSPT) Class of Fit

Coating
Cutting Material HSS Extra |
c (BSPT) 6 Technical Characteristics

_ed

. . > C/2-3 |

Tapered Whitworth Pipe Thread, & £/0
DIN EN ISO 10226-2 and IS0 7-1 2
. Applications — Material | P [1.1-41

Where pressure-tight joints 11-21
are made on the threads, K 2142
taper 1:16 N 145,246

Tool Identification €0183000

. Rekord
Nominal  T.PI mm Dimens. | 2A-VA |
Size I I, odp O ID £
0dy i
Re 1/ 19 100 18 11 9 4116 * 3
Re 38 19 110 18 14 11 417 * 5
Re 172 14 140 23 16 12 4118 * 5
Re 34 14 150 24 20 16 4119 * 5
Re 1 11 170 30 25 20 4120 * 7

Taper reamers for taper holes 1:16, see page 118

Thread Hole Preparatory Diameters for Tapered Pipe Thread Rc (BSPT), Taper 1:16

A) Cylindrical preparation B) Tapered preparation

Nominal TPl mm
of thread hole of thread hole Size 0D, oD, 0D, t
0 D4 D3 o dy ws11)
‘ ‘ Rc /16 28 6.15 6.10 6.56 1.1
i - i Rc /8 28 8.15 8.10 8.57 1.1
= Rc /4 19 10.85 10.75 11.45 16.3
‘ g Rc 38 19 14.30 14.25 14.95 16.7
‘ e Rc 12 14 17.80 17.70 18.63 22.3
= 0Ds = Rc  3/4 14 23.20 23.10 2412 23.6
‘ Re 1 11 29.20 29.10 30.29 28.3
S S

The minimum drilling depth t; includes the reach of screw by hand Ly and the effective depth L3 to DIN EN ISO 10226-2 and ISO 7-1 as well as the chamfer of the tap. Additional
drilling-down has to be determined by the user according to the construction of the workpiece. For series production it is recommended that the minor thread dia. be made as per B. Special
taps are required for blind holes where the minimum depths t; as listed in the above table cannot be met. In this case please supply a sketch with blind hole dimensions along with the order.

1160 ENNES Ordering Example: C0183000.4116
[FRANKEN g Bxamp



Machine Taps HSS Extra E M UG E

DIN Length - DIN Shank STEEL

Materials

Reduced Shank

9 dq
T
|
I
0 dy

- Class of Fit R (BSPT)

Coating
R c Cutting Material HSS Extra

<116 Technical Characteristics

YW | cr2s

Tapered Whitworth Pipe Thread, & £/0
DIN EN ISO 10226-2 and ISO 7-1 o
S Applications — Material | P (1121
Where pressure-tight joints Kaie
are made on the threads, N 253 ,

taper 1:16
Tool Identification A0181000

. Rekord
Nominal TPl mm Dimens. | A-STEEL |
Size I I, ody O ID £
0dy )
Re  1/16 28 63 12 6 4.9 4114 * 4
Re /s 28 63 12 7 55 4115 * 5
Re /4 19 63 18 11 9 4116 * 5
Re 38 19 70 18 12 9 4117 * 5
Re 1k 14 80 23 16 12 4118 * 5
Re 34 14 100 24 20 16 4119 * 6
Re 1 11 110 30 25 20 4120 * 6

Taper reamers for taper holes 1:16, see page 118

o= In stock == 117
* = Allow 7 days for delivery [FRANKEN]



Taper Reamers HSS Extra
EMUGE

For the Preparation of a Tapered Hole

For tapered pipe threads NPT, NPTF, Rc (BSPT), taper 1:16

Iy

la
O
Cutting Material HSS Extra | HSS Extra |
Technical Characteristics L7
Tool Identification 60037165 G0037175
KEG-RB KEG-RB

Nominal mm Dimens. 1:16 1:16
Size ods 9ds I Ip o dy O ID FormA | 8 FormB |3
0 dy (-0.05) i [
116 5.95 7.0 70 17 6 4.9 .5763 * 6 * 6
1/8 8.05 9.1 70 17 7 5.5 .5764 * 6 * 6
1/4 10.30 12.0 80 27 1 9 .5765 * 6 * 6
3/8 13.75 15.4 85 27 12 9 .5766 * 8 * 8
1/2 16.95 19.1 95 85 16 12 5767 * 8 * 8
3/4 22.25 24.5 105 35 20 16 .5768 * 10 * 10
1 28.00 30.7 130 43 25 20 .5769 * 10 * 10
1 1/4 36.75 39.5 140 44 32 24 5770 * 12 * 12
112 42.80 45.6 150 45 36 29 5771 * 12 * 12
2 54.80 57.7 160 46 45 35 5772 * 14 * 14

Please note: If needed, the reamers can be fitted to the required hole depth by shortening the cutting part.

118 Ordering Example: G0037165.5763



Machine Taps HSS Extra E M UG E

VA AL
DIN Length - ANSI Shank Stainless Steel Aluminum
Overall length acc. to DIN 371, DIN 376 Materials Wrought Alloys

[
S— | A 1l | B
3 i o =
: - il il il §
= _ st L' | Reinforced Shank
= = | (STI-No.2 - STI 5/16)
h
2 O o
s — I -3 L__| Reduced Shank =4
| (STI3/8 - STI1)

60° Class of Fit 3B J 3B ) 3B J 3B J
Coating NT ] GLT-1 | GLT-8 | GLT-8 |
Cutting Material HSS Extra | HSS Extra | HSS Extra | HSS Extra |
— Technical Characteristics R45 |
Unified C Thread :fff“ B/4-5 | B/4-5 | B/ approx. 3 | E/15-2 |
nitied Goarse Ihrea
E/O0/P E/O0/P E/OQ E/O
ASME B18.29.1 & - - -
. . Thread Depth max. 3 x dy max. 3 x dy max. 2.5 x di
For wire thread inserts and Hole Shape i i
L | L |
Applications — Material | P {431 ) | P {141 N 1.1-4 )| N4
1121 | 1.1-31
K21 | K21
N 2225% ) | N[22 )
Reinforced Shank Tool Identification| BU203010 BU20C310 BU20S810 BU51S810
ﬂ Rekord Rekord Rekord Enorm
Nominal TP inch Dimens. 1B-VA 1B-VA 1B-AL 1-AL/E
Size o d; " Ip I3 6dy O 2 ID NT é GLT-1 é GLT-8 é GLT-8 é
o d i i i i
STI-No. 2 56 0.1092 2.205 0.433 0.709 0.141 0.110 | 0.0906 | .5609 ° 2
STI-No. 4 40 0.1445 2205 0.472 0.787 0.141 0.110 | 0.1220 | .5611 ° 3 ° 3 ) 2 ° 2
STI-No. 5 40 0.1575 2480 0.512 0.827 0.168 0.131|0.1339 | .5612 [ 3 [ 3
STI-No. 6 32 0.1786 2.756 0.512 0.984 0.194 0.152 [ 0.1496 | .5613 ° 3 ° 3 ) 2 ° 2
STI-No. 8 32 0.2046 3.150 0.512 1.142 0.220 0.165 | 0.1732 | .5614 ° 3 ° 3 ) 2 ° 2
STI-No. 10 24 0.2441 3150 0.669 1.181 0.255 0.191 [ 0.2047 | .5615 ° 3 ° 3 ° 2 ° 2
STI-No. 12 24 0.2701 3.543 0.669 1.260 0.318 0.238 | 0.2283 | .5616 ° 3 ° B
STl /4 20 0.3150 3.543 0.787 1.378 0.318 0.238 | 0.2638 | .5617 ° 3 ° 3 ° 2 ° 2
STl 516 18 0.3847 3.937 0.866 1.535 0.381 0.286 | 0.3307 | .5618 [ 3 ° 3 ° 3 ° 2
Tool Identification| CU203010 CU20C310 CU20S810 CU51S810
Reduced Shank 'ﬂ Rekord Rekord Rekord Enorm
Nominal TPI. inch Dimens. 2B-VA 2B-VA 2B-AL 2-AL/E
Size o d I Ip Iy 6d, O 2 ID NT é GLT-1 é GLT-8 é GLT-8 é
0 dy i i i i
STl 38 16 0.4562 3937 0.866 — 0.367 0.275(0.3937 | .5619 ° 3 ° 3 ° 3 ° 3
STl 7716 14 05303 4.331 1.024 — 0429 0.322|0.4567 | .5620 [ 3 [ 3 ) 3
ST 12 13 0.5999 4.331 1.063 — 0480 0.360 | 0.5236 | .5621 ° 3 ° B ) 3 ° 3
STl 916 12 06708 4.921 1.024 — 0.542 0.406 | 0.5866 | .5622
STl 58 11 07431 4921 1181 — 0590 0.442 |0.6496 | .5623 ° 3 ° 3
STl 34 10 0.8799 5512 1260 — 0.697 0.523 |0.7776 | .5624 ° 3 ° 3
STl 7/8 9 1.0193 6.299 1.417 — 0.800 0.600 | 0.9055 | .5625 ° 3
STl 8 1.1624 7.087 1575 — 1.021 0.766 | 1.0335 | .5626 [ 4
@ = In stock =V= 119
[FRANKEN]

= Allow 7 days for delivery



EMUEE Machine Taps HSS Extra

Tl Z
DIN Length - ANSI Shank Titanium ONC-Controlled
Overall length acc. to DIN 371, DIN 376 Machines
Iy |
I3 I
l2 m] ]
= st L' | Reinforced Shank
S S [ | (STI-No.2 - STI 5/16)
[
l2 O a'.‘. [] r;. ]
el s (| Reduced Shank =4 3
- (STI 3/ - STI )
Class of Fit 3BX 3B 3B 3B
60° ) N
Coating NT2 | TN ) GLT-1 |
Cutting Material HSS Extra | HSS Extra | HSS Extra | HSS Extra |
— Technical Characteristics RI5 | R45 | R45 | R45 |
T - ™V C/2-3 | E/152 || E/152 || E/152 |
niriea Loarse Inrea
E/O0/P E/O/P E/O/P E/O0/P
ASME B18.29.1 & — - -
. . Thread Depth max. 2 x dy max. 3 X dy
For wire thread inserts and Hole Shape U U
Applications — Material | P (4151 P1141 | P1141 | P 1141
3141 | 1121 | 11-31 | 1.1-3.1
N 24527 | N 21 1| N[A46 ]| N[146 )
S 11-22,24 N 212,245 | N 21-2,245
s @4 ) | S @H )
Reinforced Shank Tool Identification | BU456011 BU513510 BU513710 BU51C410
!M Rekord Enorm Enorm Enorm
Nominal TPIL inch Dimens. 1D-TI “ 1-Z/E ® 1-Z/E o 1-Z/E “
Size o dy h Iy I3 ed, O ID NT2 2 2 TIN g| G 2
od, - = 2 2 2
STI-No. 2 56 0.1092 2205 0.433 0.709 0.141 0.110 | 0.0906 | .5609 ° 2 ° 2
STI-No. 4 40 0.1445 2205 0.472 0.787 0.141 0.110 | 0.1220 | .5611 [ 3 ° 3 ° 3 ° 3
STI-No. 5 40 0.1575 2480 0.512 0.827 0.168 0.131 | 0.1339 5612 (] 3 ° 3 ° 3
STI-No. 6 32 0.1786 2.756 0.512 0.984 0.194 0.152 | 0.1496 | .5613 [ 3 ° 3 ° 3 ° 3
STI-No. 8 32 0.2046 3.150 0.512 1.142 0.220 0.165 |0.1732 | .5614 ° 3 [ 3 ° 3 ° 3
STI-No.10 24 0.2441 3.150 0.669 1.181 0.255 0.191 | 0.2047 | .5615 [ 3 ° 3 ° ° 3
STI-No.12 24 0.2701 3.543 0.669 1.260 0.318 0.238 | 0.2283 | .5616 (] 3 ° 3 [ 3
STl /4 20 0.3150 3.543 0.787 1.378 0.318 0.238 | 0.2638 | .5617 [ 3 ° 3 ° 3 ° 3
STl 516 18 0.3847 3.937 0.866 1.535 0.381 0.286 | 0.3307 | .5618 ° 3 ° 3 ° 3 ° B
Tool Identification | CU456011 CU513510 CU513710 CU51C410
Reduced Shank !M Rekord Enorm Enorm Enorm
Nominal T.PI. inch Dimens. 2D-TI o 2-2/E i 2-2/E w 2-2/E «
Size od; | b I3 od O 1D NT2 |2 g TN g G 3
0ty - = = 2 2
STl 3/8 16 0.4562 3.937 0866 — 0.367 0.275|0.3937 | .5619 ° 8 () 5 () ) [ 5
STl 7716 14 05303 4.331 1.024 — 0429 0.322 | 0.4567 5620 [ 3 ° 4 ° 4
STl 1/2 13 05999 4331 1.063 — 0480 0.360 | 0.5236 | .5621 ° 3 ° 4 ° ° 4
STl 916 12 06708 4.921 1.024 — 0.542 0.406 | 0.5866 5622 [ 3
STl /8 11 07431 4921 1181 — 0590 0.442 | 0.6496 | .5623 [ 3 [ 5 [ ) [ 5
STl 3/4 10 0.8799 5512 1260 — 0.697 0.523 |0.7776 | .5624 ° 3 ° 5 ° ° 5
STl 7/8 9 1.0193 6.299 1417 — 0.800 0.600 | 0.9055 | .5625 ° 5
ST 8 1.1624 7.087 1575 — 1.021 0.766 | 1.0335 .5626 [ 5

120 EXNEES Ordering Example: BU456011.5611
[FRANKEN] g Hamp



Machine Taps HSS Extra E M UG E

VA AL
DIN Length - ANSI Shank Stainless Steel Aluminum
Overall length acc. to DIN 371, DIN 374 Materials Wrought Alloys

[
. (. (.-
3 = =)
- N " o
I
: - il il il i
= st L | Reinforced Shank
= = [ | (STI-No.4 - STI 5/16)
[
2 O o
s — I -3 L Reduced Shank =4
|| (STI3/8-STI 1)
o0° Class of Fit 3B J 3B ) 3B J 3B J
Coating NT J GLT-1 | GLT-8 | GLT-8 |
Cutting Material HSS Extra | HSS Extra | HSS Extra | HSS Extra |
— Technical Characteristics R45 |
T 0 B/45 | B/45 | B/approx.3| | | E/15-2 |
nitried rine Ifhrea
E/O/P E/O0/P E/OQ E/O
ASME B18.29.1 & S - .
. . Thread Depth max. 3 x dy max. 3 x dy max. 2.5 x di
For wire thread inserts and Hole Shape i i
L | L |
Applications — Material | P (1181 | | P [1.1-41 | N 1.1-4 1| N1.14
1121 | 1.1-31
K21 ] | K21
N 2225% ) | N 22 )
Reinforced Shank Tool Identification| BU203010 BU20C310 BU20S810 BU51S810
ﬂ Rekord Rekord Rekord Enorm
Nominal TP inch Dimens. 1B-VA 1B-VA 1B-AL 1-AL/E
Size od I Ip Is gdp O 2 ID NT é GLT-1 é GLT-8 é GLT-8 é
o dq i i i i
STI-No. 4 48 0.1391 2205 0.472 0.787 0.141 0.110 | 0.1181 | .5633 ° 3 ° 3 ° 2
STI-No. 6 40 0.1705 2480 0.512 0.827 0.168 0.131 | 0.1457 | .5635 ° 3 ° 3 ° 2 ° 2
STI-No. 8 36 0.2001 3.150 0.512 1.142 0.220 0.165 | 0.1732 | .5636 ° 3 ) 8 ° 2 ° 2
STI-No.10 32 0.2306 3.150 0.512 1.181 0.255 0.191 | 0.2008 | .5637 ° 3 ° 3 ) 2 ° 2
STl /4 28 0.2964 3543 0.669 1.260 0.318 0.238 | 0.2598 | .5639 ° 3 ° 3 ) 2 ° 2
STl 516 24 0.3666 3.937 0.709 1.535 0.381 0.286 | 0.3248 | .5640 [ 4 ° 4 o 3 ° 2
Tool Identification| CU203010 CU20C310 CU20S810 CU51S810
Reduced Shank 'ﬂ Rekord Rekord Rekord Enorm
Nominal T.PlL. inch Dimens. 2B-VA 2B-VA 2B-AL 2-AL/E
Size od I I Iy odp O 2 ID NT é GLT-1 é GLT-8 é GLT-8 é
ody ey ey e e
STl 3/8 24 04291 3937 0709 — 0.323 0.242 | 0.3858 .5641 [ 4 ) 4 [ 4 ) 3
STl 7/16 20 05025 3.937 0866 — 0.367 0.275|0.4528 | .5642 ° 3 ° 3 ° 4
STl 12 20 05650 3.937 0.866 — 0.429 0.322 | 0.5157 | .5643 ° 3 ° 8 ° 8 ° 4
STl 916 18 0.6347 3.937 0.866 — 0.480 0.360 | 0.5787 | .5644 ° 3 ° 3
STl 58 18 0.6972 4331 0984 — 0.542 0.406 | 0.6398 | .5645 ° 4 ° 4
STl 34 16 0.8312 4921 0984 — 0.652 0.489 |0.7677 | .5646 ° 4 ° 4
STl 7/8 14 09677 5512 1102 — 0.800 0.600 | 0.8957 | .5647 ° 4
STIA 1211083 5986 1.181 — 0.896 0.672 | 1.0236 | .5648 ° 4

o= In stock EMUGE IRV
= Allow 7 days for delivery



E M UE E Machine Taps

DIN Length - ANSI Shank
Overall length acc. to DIN 371, DIN 374

Reinforced Shank
(STI-No.4 - STI 5/16)

Tl

Titanium

NI
Nickel
Alloys

HSS Extra, HSSE-PM

s — I -3 L__| Reduced Shank
- (STI 3/ - STI )
o0° Class of Fit 3BX 3BX
Coating NT2 | TICN
Cutting Material HSS Extra | HSSE-PM |
- Technical Characteristics R15 R10
T ™V C/2-3 C/2-3
nitried rine fhrea ‘> E/0/P 0/P
ASME B18.29.1
. . Thread Depth max. 2 x dy max. 2 X dy
For wire thread inserts and Hole Shape U -@r
Applications — Material | P (4151 41
3141 | N 28
N 24527 S 123
S 11-22,24 S 23256
R Tool Identification BU456011 BU35J411
Reinforced Shank ﬂ Rekord pa—
Nominal TPIL inch Dimens. 1D-TI 1DF-NI-PM
Size od bk ed O | ID N2 8 R £
0dy i [
STI-No. 4 48 0.1391 2205 0.472 0.787 0.141 0.110|0.1181 5633 ° 3
STI-No. 6 40 0.1705 2.480 0.512 0.827 0.168 0.131|0.1457 | .5635 [ 3
STI-No. 8 36 0.2001 3.150 0.512 1.142 0.220 0.165|0.1732 | .5636 ) 3
STI-No.10 32 0.2306 3.150 0.512 1.181 0.255 0.191 | 0.2008 | .5637 [ 3 ° 3
STl 1/4 28 0.2964 3.543 0.669 1.260 0.318 0.238 | 0.2598 | .5639 ° 3 ° 3
STl 5/16 24 0.3666 3.937 0.709 1.535 0.381 0.286 | 0.3248 | .5640 [ 3 ° 3
Tool Identification| CU456011 CU35J411
Reduced Shank : ﬂ Rekord Rekord
Nominal T.PlL. inch Dimens. 2D-TI 2DF-NI-PM
Size 0di b bl ed O | ID N2 8 MENSS 2
0dy i [
STl 3/8 24 04291 3.937 0709 — 0.323 0.242 | 0.3858 5641 [ 3 ) 3
STl 716 20 05025 3937 0.866 — 0.367 0.275|0.4528 | .5642 [ 3 ° 3
STl 172 20 0.5650 3937 0.866 — 0.429 0.322 |0.5157 | .b643 ° 8
STl 916 18 0.6347 3.937 0.866 — 0.480 0.360 | 0.5787 | .5644 ° 3
STl 9/8 18 0.6972 4331 0984 — 0.542 0.406 | 0.6398 | .5645 ° 4
STl 3/a 16 0.8312 4921 0984 — 0.652 0.489 |0.7677 | .5646 [ 4
STl 7/8 14 09677 5512 1102 — 0.800 0.600 | 0.8957 | .5647
ST 12 11083 5986 1.181 — 0.896 0.672 | 1.0236 | .5648
122 Ordering Example: BU456011.5633
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Machine Taps HSS Extra E M UG E

DIN Length - ANSI Shank S

Machines

Overall length acc. to DIN 371, DIN 374 E E

I3
I O
i st L | Reinforced Shank
= = [ | (STI-No.4 - STI5/16)
h
Io o
s — I -3 L__| Reduced Shank
— (STI3/8 - STI 1)

Class of Fit 3B J 3B J 3B
Coating TN GLT-1

60° .
W Cutting Material HSS Extra | HSS Extra | HSS Extra |
- Technical Characteristics R45 | R45 | R45 |

oYW | E/52 || E/152 || E/152 |

Unified Fine Thread
E/O/P E/O/P E/O/P
ASME B18.29.1 & - -
. . Thread Depth max. 3 x dy
For wire thread inserts and Hole Shape H
Applications — Material | P (1.1-41 1 | P (1141 | | P 1141
1121 | 1131 | 1.1-3.1
N 21 1| N(146 1| N146
N 212,245 | N 21-2,245
S @4 ) | s @ )
R Tool Identification BU513510 BU513710 BU51C410
Remforced Shank !ﬂ Enorm Enorm Enorm
Nominal T.PIL inch Dimens. 1-Z/E o 1-Z/E “ 1-Z/E “
Size ody 4 b I3 gd O 1D g TN g 6T g
04, + 2 2 2
STI-No. 4 48 0.1391 2205 0.276 0.787 0.141 0.110|0.1181 5633 [ 3 ° 3
STI-No. 6 40 0.1705 2.480 0.276 0.827 0.168 0.131|0.1457 | .5635 [ 3 ° 3
STI-No. 8 36 0.2001 3.150 0.315 1.142 0.220 0.165|0.1732 | .5636 ) 3 ) 3)
STI-No.10 32 0.2306 3.150 0.394 1.181 0.255 0.191|0.2008 | .5637 ° 3 ° 3 ° 3
STl 1/4 28 0.2964 3.543 0.394 1.260 0.318 0.238 | 0.2598 | .5639 ° 3 ° 3 ° 3
STl 5/16 24 0.3666 3.937 0.394 1.535 0.381 0.286 | 0.3248 | .5640 [ 3 ° 3 ° 3

Tool Identification| CU513510 CU513710 CU51C410

Reduced Shank !H Enorm Enorm Enorm
Nominal T.PL inch Dimens. 2-7/E 2-7/E 2-7/E

Size 0di kb kg ed O | 1D g T g 6 2

ody T i [
STl 3/8 24 04291 3937 0394 — 0.323 0.242 | 0.3858 5641 [ 4 ) 4 ° 4
STl 716 20 05025 3937 0512 — 0.367 0.275|0.4528 | .5642 ° 5 ° 5 ° 5
STl 172 20 05650 3.937 0591 — 0429 0.322|0.5157 | .5643 ° 5 ° 5) ° 5
STl 916 18 0.6347 3.937 0591 — 0.480 0.360 | 0.5787 | .5644 ° 5 ° 5
STl 9/8 18 0.6972 4331 0.669 — 0.542 0.406 | 0.6398 | .5645 ) 5 ) 5) ° 5
STl 3/a 16 0.8312 4921 0669 — 0.652 0.489|0.7677 | .5646 [ 5 ° 5
STl 7/8 14 09677 5512 0.787 — 0.800 0.600 | 0.8957 | .5647 (] 5
ST 12 11083 5986 0.866 — 0.896 0.672 | 1.0236 | .5648 [ 5

o= In stock == 123
= Allow 7 days for delivery



EMUEE Machine Taps HSS Extra

VA AL
DIN Length - DIN Shank Stainless Steel Aluminum
Materials Wrought Alloys
[
l | & g
3 ~) o
2 2 N o
I
: - il il il
= st L' | Reinforced Shank
= e [ 1 (STI-M2.5 - STI-M8)
[
I O : [l
LS — i —3 L__|  Reduced Shank 2
— (STI-M10 - STI-M20)
o0 Class of Fit 6H mod. | 6H mod. | 6H mod. | 6H mod. |
Coating NT ] GLT-1 | GLT-8 | GLT-8 |
Cutting Material HSS Extra | HSS Extra | HSS Extra | HSS Extra |
— Technical Characteristics R45 |
O E— ™V B/45 | B/45 | B/ approx. 3 | C/23 |
etric Loarse fhrea | e/op || Erop E/0 | E/O
DIN 8140-2
. . Thread Depth max. 3 x dy max. 3 x dy max. 2.5 x dy
For wire thread inserts and Hole Shape i i
L L
Applications — Material | P (1181 1 | P [1.1-41 | N 1.1-4 1| N1.14
1121 | 1.1-3.1
K 21 ] | K21
N 22,256 | | N (22 ]
Reinforced Shank Tool Identification| B0203000 B020C300 B020S800 B050S800
!ﬂ Rekord Rekord Rekord Enorm
Nominal mm Dimens. 1B-VA 1B-VA 1B-AL 1-AL
Size P od # lp I3 6dy O 2 D NT é GLT-1 é GLT-8 é GLT-8 é
o d i i i i
ST-M2.5 045 3.085 56 11 18 35 27 | 265 .0965 ° 3 ° 3 ° 2 ° 2
ST-M3 05 3650 63 10 21 45 34 | 315 .0966 ° 3 ° 3 ° 2 ° 2
ST-M4 07 4910 70 12 25 6 49 | 42 .0968 ° 3 ° 3 ° 2 ° 2
ST-M5 08 6040 80 13 30 6 49 | 525 .0970 ° 3 ° 3 ) 2 ° 2
ST-M6 1 7300 90 17 3B 8 62 | 63 .0971 ° B ° B ) 2 ° 2
ST-M8 125 9.624 100 18 39 10 8 8.4 .0973 ° 3 ° 3 [ 3 ° 2
Tool Identification| C0203000 €020C300 €020S800
Reduced Shank !H Rekord Rekord Rekord
Nominal mm Dimens. 2B-VA 2B-VA 2B-AL
Sze P edy kb kg ed O | 4| I NT (g 68 Gr8 | 8
0dy T i e
ST-M10 1.5 11.948 100 22 — 9 7 10.5 .0975 (] 3! [ 3 L] 3
ST-M12  1.75 14274 110 26 — 1 9 12.5 .0977 ° 3 ° 3 ° 3
ST-m14 2 16598 110 27 — 12 9 14.5 .0978
ST-M16 2 18598 125 27 — 14 11 16.5 .0979 ° 3 ° 3
ST-M18 25 21.248 140 32 — 18 145 | 18.75 .0980
STI-M20 25 23248 160 34 — 18 145 | 20.75 | .0981 [ 3 ° 3

124 Ordering Example: B0203000.0965



Machine Taps HSS Extra E M UG E

z
DIN Length - DIN Shank CNC-Controlled

Machines

I3
lo O
= st L | Reinforced Shank
= e [ 1 (STI-M2.5 - STI-M8)
[
l2 O
0 I L__| Reduced Shank -~
— (STI-M10 - STI-M20)
Class of Fit 6H mod. | 6H mod. | 6H mod.

Coating GLT-1

e

60° :
W Cutting Material HSS Extra | HSS Extra | HSS Extra |
- Technical Characteristics R45 | R45 | R45 |

0 C/23 || E/152 || E/152 |

ISO Metric Coarse Thread " E/0/P | E/O/P | EVGViE
DIN 8140-2
. . Thread Depth max. 3 x dy
For wire thread inserts and Hole Shape H
Applications — Material | P (1.1-41 1 | P (1141 | | P 1141
1121 | 1121 | 1.1-3.1
N 21 ) | N21 )| N(146
N 21-2,24-5 |
S @i )
R Tool Identification B0503500 B0513500 B051C400
Reinforced Shank ] Enorm Enorm Enorm
Nominal mm Dinllsns. 1-Z " 1-Z/E " (15-&/'1; "
Size P 0 dq Iy I I3 0 dy O -] 2 - -]
04, + 2 2 2
ST-M2.5 045 3.085 56 5 18 35 27 | 265 .0965 ° 3 ° 3 ° 3
STI-M 3 05 3.650 63 5 21 4.5 3.4 3.15 .0966 [ 3 ° 3 ° 3
STI-M 4 0.7 4910 70 8 25 6 49 4.2 .0968 ) 3 ° 3 ° 3)
STI-M 5 0.8 6.040 80 8 30 6 49 5.25 .0970 ° 3 ° 3 ° 3
ST-M6 1 7300 90 10 35 8 6.2 | 6.3 .0971 ° 3 ° 3 ° 3
STI-M 8 1.25 9.624 100 16 39 10 8 8.4 .0973 [ 3 ° 3 ° 3
Tool Identification| C0503500 €0513500 C051C400
Reduced Shank !H Enorm Enorm Enorm
Nominal mm Dimens. 2-Z 2-7/E 2-72/E
Sze P ed kb kg ed O | 4 ID g g o8
ody T i [
ST-M10 1.5 11.948 100 15 — 9 7 10.5 .0975 ) 5 o 5) o 5
STI-M12 175 14274 110 20 — 1h 9 12.5 .0977 ° 4 ° 4 ° 4
ST-M14 2 16.598 110 20 — 12 9 14.5 .0978
ST-M16 2 18.598 125 20 — 14 11 16.5 .0979 ° 5 ° 5 ° 5
ST-M18 25 21.248 140 27 — 18 145 | 18.75 .0980
STI-M20 25 23248 160 30 — 18 14.5 | 20.75 .0981 [ 5 [ 5 [ 5
@ = In stock 125

= Allow 7 days for delivery



EMUEE Machine Taps HSS Extra

STEEL Tl
DIN Length - ANSI Shank Steel Titanium
Overall length acc. to DIN 371, DIN 376 Materials
Iy I
I3 ﬂE ﬁ t! ﬂ k!
I
: : i il il
= st L' | Reinforced Shank
= 2 [ | (LKNo.4-LK3/s)
[
Io O
s — I -3 L Reduced Shank
- (LK 7/16 - LK 1)
60 o Type BT ] BT ] BT ]
P ﬂ Coating TICN | TICN |
SELF-LOCK L Cutting Material |  HSS Extra | HSSExra ) | HSSExtra |
— IV BT o"oo Technical Characteristics L5 | RI5 |
- > 36 TPI. YW | _Bras | D/45 || _C/2-3 |
Unified SELF-LOCK Coarse Thread & /0 STOlE SOV
EMUGE Standard : ‘
Thread Depth max. 3 x d4 max. 3 x dy max. 2 X d4
and Hole Shape T T
L L |
Applications — Material | P [1.1-31 | P 4151 | P (4151
N 22 ] 31-41 | 3.1-4.1
N 245,27 ) | N 245,27
S 112224 | S 112224
. Tool Identification BU208900 BU309600 BU459600
Reinforced Shank ﬂ Rekord Rekord Rekord
Nominal T.PL inch Dimens. |1B-STEEL-L “ 1C-TI “ 1D-TI “
Size I lp Iy o dy O 1D e TCN | g| TICN |8
o d, - = 2 2
LK No. 4 40 2.205 0.443 0.709 0.141 0.110 | 0.0965 | .b656 ° 2 [ ) 2
LK No. 6 32 2.205 0.472 0.787 0.141 0.110 | 0.1142 | .5658 ° 3 ) 3
LK No. 8 32 2.480 0.512 0.827 0.168 0.131 | 0.1417 .5659 [ 3 [ ) 3
LK No. 10 24 2.756 0.591 0.984 0.194 0.152 | 0.1575 | .5660 ° 3 ) 3
LK No. 12 24 3.150 0.630 1.142 0.220 0.165 | 0.1850 | .5661 [ 3 [ 8
LK 1/a 20 3.150 0.669 1.181 0.255 0.191 | 0.2087 | .5662 ° 3 ° 3 ® 3
LK 516 18 3.543 0.787 1.378 0.318 0.238 | 0.2677 | .5663 ° & [ 3 [ ) 3
LK 3/8 16 3.937 0.866 1.535 0.381 0.286 | 0.3268 | .5664 [ 3 [ 3 [ 3
Tool Identification | CU208900 CU309600 CU459600
Reduced Shank | Rekord Rekord Rekord
Nominal T.PIL inch Dimens. |2B-STEEL-L “ 2C-TI “ 2D-TI “
Size I Iy Is 0 d, O 2 ID g TICN g TICN g
0dy i e e
LK /e 14 3.937 0.866 — 0.323 0.242 | 0.3819 | .5665 ° 3 ) 3}
LK 172 13 4.331 0.984 — 0.367 0.275 | 0.4409 | .b666 ° 3 ° 3 [ ) 3
LK 9716 12 4.331 1.024 — 0.429 0.322 | 0.4961 5667
LK 5/8 11 4,331 1.063 — 0.480 0.360 | 0.5512 | .5668
LK 3/ 10 4.921 1.181 — 0.590 0.442 | 0.6693 | .5669
LK 7/8 9 5512 1.260 — 0.697 0.523 | 0.7874 | .5670
LK 1 8 6.299 1.417 — 0.800 0.600 | 0.8976 | .5671

126 ENNES Ordering Example: BU208900.5662
[FRANKEN g brame



Machine Taps nsse-Pm, HssExtra = INAALIGE=

Z
DIN Length - ANSI Shank CNC-Controlled
Overall length acc. to DIN 371, DIN 376 Machines
[
I3 N
lo O
= st L | Reinforced Shank
= = [ | (LKNo.4-LK3/s)
[
Io O
s — I -3 L__| Reduced Shank
— (LK 7/16 - LK 1)
o o Type BT | BT | BT |
P ﬂ Coating GLT-1 | GLT1 |
L Cutting Material | | HSSE-PM | | HSSExtra | | HSSExtra | SELF-LOCK
— VIV BT ~?oo Technical Characteristics R45 | R45 |
- =36 TPl YW | _Bras || [ENE2 || E/152 |
Unified SELF-LOCK Coarse Thread & TGV EVGlE T
EMUGE Standard - -
Thread Depth max. 3 x d4 max. 3 x dy
and Hole Shape T
| ||
Applications — Material | P (1151 | P 1141 | P 1141
1131 | 1121 | 1.1-3.1
K 21 ) | N @i ) | N @%%
N 1422245 N 21-2,245
s (@ ) s @ )
. Tool Identification| BU20A600 BU513500 BU51C400
Remforced Shank !ﬂ Rekord Enorm Enorm
Nominal T.PL inch Dimens. 1B-Z-PM “ 1-Z/E o 1-Z/E o
Size I Iy I3 o dy o ID Gl-1 | 8 gl 62
0 d, - 2 2 2
[KNo. 4 40 2.205 0.236 0.709 0141 0.110 | 0.0965 | .5656 ° 2 ° 2
LKNo. 6 32 2.205 0.276 0.787 0141 0110 |0.1142 | .5658 ° 3 ° 3
LKNo. 8 32 2.480 0.315 0.827 0168  0.131 [0.1417 | .5659 ° 3 ° 3
LKNo.10 24 2.756 0.394 0.984 0194  0.152 |0.1575| .5660 ° 3 ° 3
LKNo.12 24 3.150 0.394 1.142 0220  0.165 |0.1850 | .5661 ° 3 ° 3
LK 14 20 3.150 0512 1181 0255  0.191 |0.2087 | .5662 ° 3 ° 3 ° 3
LK 5416 18 3.543 0.551 1.378 0318  0.238 |0.2677 | 5663 ° 4 ° 3 ° 3
LK 38 16 3.937 0.630 1.535 0381 0.286 | 0.3268 | .5664 ° 4 ° 3 ° 3
Tool Identification| CU20A600 CU513500 CU51C400
Reduced Shank | ) Rekord Enorm Enorm
Nominal TPl inch pimens. | 2BLFW | | 2B | 2RO
Size l4 I I3 o do O - 2 2 - 2
0d, - = = 2
K 716 14 3.937 0.709 — 0323 0242 [0.3819] .5665 ° 7 ° 4
K 1/ 13 4.331 0.787 — 0367  0.275 | 0.4409 | .5666 ° 4 ° 4 ° 4
LK 96 12 4331 0.787 — 0429  0.322 | 0.4961 | .5667 ° 4 ° 4
LK 5/ 11 4.331 0.866 — 0480  0.360 | 0.5512 | .5668 ° 4 ° 4
LK 34 10 4.921 0.984 — 0590 0442 |0.6693 | .5669 ° 4 ° 4
LK 7/ 9 5.512 1.063 — 0697 0523 |0.7874 | .5670 ° 4 ° 5
LK 1 8 6.299 1.181 — 0.800 _ 0.600 | 0.8976 | 5671 ° 4 ° 5

i mm' _{m1 Gages for Unified SELF-LOCK coarse thread, see page 455

o= In stock EMUGE IRy
= Allow 7 days for delivery



EMUEE Machine Taps HSSE-PM, HSS Extra

Z
DIN Length - ANSI Shank CNC-Controlled
Overall length acc. to DIN 371, DIN 374 Machines
i
I3 N
lo O
= st L' | Reinforced Shank
= = [ 1 (LKNo.4-LK?3/s)
[
Io O
s — I -3 L__| Reduced Shank
— (LK 7/16 - LK 3/4)
60 o Type BT ] BT ]
v:' ﬂ Coating GLT-1 | GLT1 |
SELF-LOCK ' Wy Cutting Material | ~HSSE-PM ) | HSSExira |
- IV IV BT 6’oe Technical Characteristics R45 |
N . > 36 TPl :j?fw B/4-5 | E/15-2
Unified SELF-LOCK Fine Thread & E/0/P E/0/P
EMUGE Standard :

Thread Depth max. 3 x d4 max. 3 x d4

and Hole Shape T
n

——

Applications — Material | P (1151 1 [ P [1.1-41

1131 | 1.1-3.1

K 21 1 | N1.46
N 1422245 | N 21-2,245
S 4 1| S )

. Tool Identification| BU20A600 BU51C400

Reinforced Shank !ﬂ ] Enorm

Nominal T.PL inch Dimens. 1B-Z-PM 1-Z/E
Size h I, I3 0 dy | @ ID GLT-1 é GLT-1 é
0dy i i
LK No. 4 48 2.205 0.236 0.709 0.141 0.110 [ 0.0996 | .5707 ° 2 ° 2
LKNo. 6 40 2.205 0.276 0.787 0.141 0.110 [0.1220 | .5709 ° 3 ° 3
LK No. 8 36 2.480 0.315 0.827 0.168 0.131 | 0.1476 | .5710 ° 3 ° 8
LK No. 10 32 2.756 0.394 0.984 0.194 0.152 | 0.1654 | .5711 ) 3 ° 3
LK 14 28 3.150 0.394 1.181 0.255 0.191 | 0.2244 | 5713 ° 3 ) 8
LK 516 24 3.543 0.394 1.260 0.318 0.238 [ 0.2835| .5714 ° 4 ° 3
LK 38 24 3.937 0.394 1.535 0.381 0.286 | 0.3425 | .5715 ° 4 ° 8

Tool Identification| CU20A600 CU51C400

Reduced Shank ! ﬂ ] Enorm

Nominal TPI. inch Dimens. 2B-Z-PM 2-Z/E
Size I Ip Iy 0d, O i ID GLT-1 é GLT-1 é
0dq el )
LK 7/16 20 3.937 0.512 — 0.323 0.242 | 0.4016 | .5716 ° 4 ° 4
LK 172 20 3.937 0.512 — 0.367 0.275 | 0.4606 | .5717 ° 4 ° 5
LK 9716 18 3.937 0.591 — 0.429 0.322 |0.5197 | .5718 ° 4 ° 5
LK 5/8 18 3.937 0.591 — 0.480 0.360 |0.5827 | .5719 ° 4 ° 5
LK 3/4 16 4,331 0.669 — 0.590 0.442 | 0.7008 | .5720 ° 4 ° 5

= i mm' _{m1 Gages for Unified SELF-LOCK fine thread, see page 456

128 Ordering Example: BU20A600.5707



Machine Taps issexra. EMIUGE
GG
DIN Length - DIN Shank Stainless Steel Cast Iron
Materials
. | |
I3 g }g |
3 O i l
= st [V ] Reinforced Shank
b = [ 1 (LK-M3 - LK-M10)
[
I O
1lsl 1 L__| Reduced Shank
s | s [ | (LK-M12 - LK-M24)
60° 90° Type BT BT BT
“I’ ﬂ Coating NT N | NT
' Wy Cutting Material | HSS Extra HSS Extra_| HSS Extra
- IV IV BT 6’0e Technical Characteristics
) P<0.7mm gf?f;“ B/4-5 B/4-5 | C/2-3
Metric SELF-LOCK Coarse Thread & BTGV ETGVIE QE
EMUGE Standard - ———
Thread Depth max. 3 x d4 max. 2 X d4
and Hole Shape T T
L L] L]
Applications — Material | P (11831 1 | P [1.1-41 K 1.1-2
1.1-2.1 1.1-3.1
K (21 K21
N 22256 ) | N2225%6
R Tool Identification B0203000 B0203100 B0102000
Reinforced Shank !m Rekord Rekord Rekord
Nominal mm '| | Dimens. | 1BVA | | 1B-VA | 166 |
Size P I Ip Is o dy O 1D N g TN g NT e
od, - 2 = 2
LK-M 3 0.5 56 11 18 29 2.7 2.7 .1046
LK-M 4 0.7 63 13 21 45 3.4 3.55 .1048
LK-M 5 0.8 70 i 25 6 49 44 .1050
LK-M 6 1 80 17 30 6 49 52 .1052 ° 3 ° 3 ° 3
LK-M 8 1.25 90 20 35 8 6.2 7 .1054 [ 3 [ 3 [ ) 3
LK-M 10 1.5 100 22 39 10 8 8.8 .1056 [ 3 ° 3 [ 3
Tool Identification €0203000 €0203100 €0102000
Reduced Shank !m Rekord Rekord Rekord
Nominal mm . Dimens. 2B-VA 2B-VA 2A-GG
Size ) I lp Iy gd, o A ID Nt g TN 8 T8
ody i i e
LK-M 12 1.75 110 24 — 9 7 10.7 .1058 [ 3 o 3 O 3
LK-M 14 2 110 26 — 11 9 12.5 .1059
LK-M 16 2 110 27 — 12 9 14.5 .1060 L) 3 ° 3 ) 3
LK-M 20 2.5 140 32 — 16 12 18 .1062 ) 4
LK-M 24 3 160 34 — 18 145 | 215 .1064 [ 4

Gages for Metric SELF-LOCK coarse thread, see page 457

® = In stock
= Allow 7 days for delivery

==



EMUEE Machine Taps HSS Extra

DIN Length - DIN Shank ONC-Coled

Machines

I3
lo O
= st L' | Reinforced Shank
= = | (LK-M3 - LK-M10)
[
Io O
Ilsl 1 L__| Reduced Shank
s | = [ | (LK-M12 - LK-M24)
60 o Type BT
ﬂ ﬂ Coating
SELF-LOCK ' L Cutting Material |  HSS Extra |
- VIV BT é’on Technical Characteristics RA5 |
. P <0.7mm E“']" E/15-2 |
Metric SELF-LOCK Coarse Thread & SR
EMUGE Standard —

Thread Depth max. 3 x d4

and Hole Shape H

—

Applications — Material | P [1.1-4.1
1.1-2.1
N (21

R Tool Identification B0513500
Reinforced Shank , E
| norm
Nominal mm ﬂ Dimens. 1-Z/E
(%]
Size P h Ip Is odp O 3 1D £
0dy i
LK-M 3 0.5 56 6 18 25 2.7 2.7 .1046 [ 3
LK-M 4 0.7 63 7 21 4.5 3.4 3.55 .1048 [ 3
LK-M 5 0.8 70 8 25 6 49 44 .1050 [ 3
LK-M 6 1 80 10 30 6 4.9 5.2 .1052 [ 3
LK-M 8 1.25 90 14 35 8 6.2 7 .1054 [ 3
LKM10 15 100 16 39 10 8 8.8 .1056 ° 3
Tool Identification C0513500
Reduced Shank ! Enorm
Nominal mm Dimens. 2-7/E
(%]
Size P I I, Is gd, O i 1D £
ody ey
LK-M 12 1.75 110 18 — 9 7 10.7 .1058 [ 4
LK-M 14 2 110 20 — 11 9 12.5 .1059
LK-M 16 2 110 22 — 12 9 14.5 .1060 () 4
LK-M 20 2.5 140 25 — 16 12 18 .1062
LK-M 24 8 160 30 — 18 14.5 21.5 .1064

i mm' _im1 Gages for Metric SELF-LOCK coarse thread, see page 457

130 EVREES Ordering Example: B0513500.1046
[FRANKEN] g Hamp



Tapping Fluid EMUGE

Increase Productivity and Tap Life

EMUGE Tapping Fluid is an extreme duty drilling and tapping fluid. It does not contain
chlorinated solvents and is considered environmentally safe. EMUGE Tapping Fluid is
thick like honey and will stick to the tap throughout the tapping operation. Ideal for
tapping and drilling stainless steel, carbon steel, inconel, monel, hastalloy, titanium,
aluminum and other alloys and exotics.

e Greatly extends tap and drill life

e Reduces torque

e Improves finish and size

e Mild pleasant odor

e Does not contain chlorinated solvents

Typical Analysis
Appearance: Light amber oil
Specific Gravity: 1.108
Viscosity @100° F: > 900 SUS
Flash Point (PMCC): 415°F
% Petroleum Distillate: None
FZ191900
4 0z. 24 units in case JM321 (]
16 0z. 12 units in case JM322 °
1 gallon 6 units in case JM323 °
5 gallon Plastic can with spout JM324 °
55 gallon Drum JM325 [

For safety and disposal information please request a Material Safety Data Sheet (MSDS).

@ = In stock =V 131
= Allow 7 days for delivery [FRANKEN]|

Accessories



E M UE E Special Shank Extensions Inch Sizes
. For use on CNC machines and conventional thread cutting machinery
Short type
Standard clamping nut ki ko
= 1 —9 f
é‘ Iy lo
=3
Tap Dimensions Extension Dimensions
. Size | ody kq l4 0 ds ka Iy ody/ds I3 EDP
_ P = = h9 h12 Number
101 | 0.141 0.110 No. 0-No.6 - 0.91 0.255 0.191 2.36 0.295 512 |FZ111900.101| e
102 | 0.168 0.131 No. 8 - 0.91 0.255 0.191 2.36 0.331 512 |FZ111900.102| e
103 | 0.194 0.152 No.10 - 0.91 0.255 0.191 2.36 0.398 512 |FZ111900.103| e
104 | 0.220 0.165 No.12 - 1.02 0.255 0.191 2.36 0.476 512 |FZ111900.104| e
105 | 0.255 0.191 1/4 - 1.02 0.255 0.191 2.36 0.476 512 |FZ111900.105| e
106 | 0.318 0.238 5/16 - 1.18 0.318 0.238 2.36 0.512 512 |FZ111900.106| e
107 | 0.323 0.242 - 716 1.18 0.323 0.242 3.54 0.512 7.09 |FZ111900.107| e
108 | 0.367 0.275 - 1/2 1.22 0.367 0.275 3.54 0.591 7.09 |FZ111900.108| e
109 | 0.381 0.286 3/8 - 1.30 0.381 0.286 2.36 0.591 512 |FZ111900.109| e
110 | 0.429 0.322 - 916 1.42 0.429 0.322 3.54 0.709 7.09 |FZ111900.110| e
111 | 0.480 0.360 - 5/8 1.42 0.480 0.360 3.54 0.709 7.09 |FZ111900.111| e
- 112 | 0.590 0.442 - 3/4 1.57 0.590 0.442 3.54 0.866 7.09 |FZ111900.112| e
113 | 0.697 0.523 - I8 1.69 0.697 0.523 3.94 1.024 7.87 |FZ111900.113| @
114 | 0.800 0.600 - 1 1.77 0.800 0.600 3.94 1.102 7.87 |FZ111900.114| e
115 | 0.896 0.672 - 1 /8 1.85 0.896 0.672 3.94 1.260 7.87 |FZ111900.115| @
116 | 1.021 0.766 - 1 /4 1.97 1.021 0.766 3.94 1.378 7.87 |FZ111900.116| @
117 | 1.108 0.831 - 1 38 213 1.108 0.831 3.94 1.496 7.87 FZ111900.117| e
118 | 1.233  0.925 - 1.1/2 2.44 1.233 0.925 3.94 1.654 7.87  |FZ111900.118| e
For use on CNC machines and conventional thread cutting machinery
Short type with coolant-thru (IK2)
Hexagonal clamping nut ~ WAF ki ko IKZ
IOy s " o e | 5 I, U I S
r‘ 77777 +7777777787 <] IS Y E R SI 777777 47 pmax
= N Iy 700psi
=k (50bar)
Tap Dimensions Extension Dimensions Clamping nut
Size | ody kq l4 ods ko I od;, ods Is WAF My 1) EDP
—_— = = n9 h12 ft Ibs Number
101 | 0.141 0.110 No. 0-No.6 - 091 0.255 0.191 236 0295 0354 512 0315 1.5 |FZ112320.101| e
102 | 0.168 0.131 No. 8 - 091 0255 0.191 236 0.331 0.394 512 |0.354 2.1 |FZ112320.102| e
103 | 0.194 0.152 No.10 - 091 0.255 0.191 236 0398 0531 512 |0.472 2.4 |FZ112320.103| e
104 | 0.220 0.165 No.12 - 1.02 0255 0191 236 0476 0531 512 [0472 2.6 |FZ112320.104| e
105 | 0.255 0.191 1/4 - 1.02 0255 0191 236 0476 0.531 512 |0.472 3.1 |FZ112320.105 e
106 | 0.318 0.238 5/16 - 118 0318 0238 236 0.512 0571 512 |0512 4.4 |FZ112320.106| @
107 | 0.323 0.242 - 6 118 0323 0.242 354 0512 0571 7.09 | 0512 4.9 |FZ112320.107| e
108 | 0.367 0.275 - 1/2 122 0367 0275 354 0591 0.650 7.09 {0.591 59 |FZ112320.108
109 | 0.381 0.286 3/8 - 130 0.381 0286 236 0591 0.650 5.12 |0.591 8.1 |FZ112320.109 e
110 | 0.429 0.322 - 916 142 0429 0322 354 0709 0.787 7.09 [0.709 11.1 |FZ112320.110| e
111 | 0.480 0.360 - 5/8 142 0480 0.360 3.54 0.709 0.787 7.09 |0.709 14.8 |FZ112320.111| e
112 | 0.590 0.442 - 3/4 157 0590 0.442 354 0.866 0.984 7.09 |0.866 20.7 |FZ112320.112| e
113 | 0.697 0.523 - I8 169 0697 0523 394 1.024 1.142 7.87 |1.024 33.2 |FZ112320.113| @
114 | 0.800 0.600 - 1 177 0.800 0.600 3.94 1.102 1.260 7.87 |1.102 44.3 |FZ112320.114| e
115 | 0.896 0.672 - 1 /8 185 0.896 0672 394 1.260 1.339 7.87 |1.181 56.8 |FZ112320.115| @
116 | 1.021 _0.766 - 1 1/4 197 1.021 0766 394 1378 1.614 7.87 |1.417 885 |FZ112320.116| e
1) Recommend tightening torque
Accessories
- - Spare clamping nuts »I= 139
g Torque wrenches w3 140
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Ordering Example: FZ111900.101



Special Shank Extensions Inch Sizes
For use on CNC machines and conventional thread cutting machinery
Long type
Standard clamping nut ky ko
[ S i e S s -
4l | s ==Z s sI
g [ :
~l3
Tap Dimensions Extension Dimensions
Size | od; k4 l4 0 d; ko [P pds/ds I3 EDP
—_ - = h9 n12 Number
101 | 0.141 0.110 No. 0-No.6 - 0.91 0.255 0.191 2.76 0.295 9.06 |FZ111910.101| e
102 | 0.168 0.131 No. 8 - 0.91 0.255 0.191 2.76 0.331 9.06 |FZ111910.102| e
103 | 0.194 0.152 No.10 - 0.91 0.255 0.191 2.76 0.398 9.06 |FZ111910.103| e
104 | 0.220 0.165 No.12 - 1.02 0.255 0.191 2.76 0.476 9.06 |FZ111910.104| e
105 | 0.255 0.191 1/4 - 1.02 0.255 0.191 2.76 0.476 9.06 |FZ111910.105| e
106 | 0.318 0.238 5/16 - 1.18 0.318 0.238 3.15 0.512 9.06 |FZ111910.106| e
107 | 0.323 0.242 - 116 1.18 0.323 0.242 3.54 0.512 9.06 |FZ111910.107| e
108 | 0.367 0.275 - 1/2 1.22 0.367 0.275 3.54 0.591 9.06 |FZ111910.108| e
109 | 0.381 0.286 3/8 - 1.30 0.381 0.286 3.54 0.591 9.06 |FZ111910.109| e
110 | 0.429 0.322 - 9/16 1.42 0.429 0.322 3.54 0.709 12.99 |FZ111910.110| e
111 | 0.480 0.360 - 5/8 1.42 0.480 0.360 3.54 0.709 12.99 |FZ111910.111| e
112 | 0590 0.442 — 3/4 1.57 0.590 0.442 3.54 0.866 1299 |FZ111910.112| e
113 | 0.697 0.523 - I8 1.69 0.697 0.523 3.94 1.024 12.99 |FZ111910.113| e
114 | 0.800 0.600 - 1 1.77 0.800 0.600 3.94 1.102 12.99 |FZ111910.114| e
115 | 0.896 0.672 - 1 1/8 1.85 0.896 0.672 3.94 1.260 12.99 |FZ111910.115| @
116 | 1.021 0.766 - 1 1/4 1.97 1.021 0.766 3.94 1.378 12.99 |[FZ111910.116| e
117 | 1.108 0.831 - 1 3/8 2.13 1.108 0.831 3.94 1.496 12.99 |FZ111910.117| e
118 | 1.233  0.925 - 1.1p 2.44 1.233 0.925 3.94 1.654 12.99 |FZ111910.118| e
For use on CNC machines and conventional thread cutting machinery
Long type with coolant-thru (IKZ)
Hexagonal clamping nut ~ WAF ks ko IKZ
LS r= I S - S
r{ 77777 fﬁiiiiiiis =] S Y e SI 777777 47 pmax
g I b 700psi
sl (50bar)
Tap Dimensions Extension Dimensions Clamping nut
Size| 6dy  kq i  od3 ko I, o0dy adg I3 | WAF My EDP
—_— - = h9 h12 ftIbs Number
101 | 0.141 0.110 No. 0-No.6 - 091 0255 0.191 276 0.295 0.354 9.06|0.315 1.5 |FZ112330.101| e
102 | 0.168 0.131 No. 8 - 0.91 0255 0.191 276 0.331 0.394 9.06|0.354 2.1 |FZ112330.102| e
103 | 0.194 0.152 No. 10 - 091 0255 0.191 276 0.398 0531 9.06|0.472 2.4 |FZ112330.103| e
104 | 0.220 0.165 No.12 - 1.02 0255 0.191 276 0476 0531 9.06|0.472 2.6 |FZ112330.104| @
105 | 0.255 0.191 1/4 - 1.02 0255 0191 276 0476 0531 9.06|0472 3.1 [FZ112330.105| e
106 | 0.318 0.238 5/16 - 118 0318 0.238 3.15 0.512 0571 9.06|0.512 4.4 |FZ112330.106| @
107 | 0.323 0.242 - /16 118 0.323 0242 354 0512 0571 9.06|0.512 49 [FZ112330.107| e
108 | 0.367 0.275 - 1/2 122 0367 0275 354 0591 0650 9.06|0.591 59 |FZ112330.108| e
109 | 0.381 0.286 3/8 - 130 0381 0.286 3.54 0.591 0.650 9.06|0.591 8.1 |FZ112330.109| e
110 | 0.429 0.322 — 9/16 1.42 0429 0322 354 0.709 0.787 12.99|0.709 11.1 |FZ112330.110| e
111 | 0.480 0.360 - 5/8 142 0480 0.360 3.54 0.709 0.787 12.99 |0.709 14.8 |FZ112330.111| e
112 | 0.590 0.442 - 3/4 157 0590 0.442 354 0.866 0.984 12.99|0.866 20.7 [FZ112330.112| e
113 | 0.697 0.523 - I8 169 0697 0523 3.94 1.024 1142 1299 |1.024 33.2 |FZ112330.113| @
114 | 0.800 0.600 - 1 177 0.800 0.600 3.94 1.102 1260 12.99|1.102 44.3 [FZ112330.114| @
115 | 0.896 0.672 - 1 1/8 185 0896 0672 3.94 1260 1.339 12.99|1.181 56.8 |FZ112330.115| @
116 | 1.021 _0.766 — 1 1/4 1.97 1.021 _0.766 3.94 1378 1.614 1299 |1.417 885 |FZ112330.116| e
1) Recommend tightening torque
Accessories
- - Spare clamping nuts » (2 139
m Torque wrenches »w[E 140

EMUGE

® = In stock

= Allow 7 days for delivery

EMUGE
[FRANKEN]|
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NPT Pipe Tap Extensions Inch Sizes
EMUGE

. For use on CNC machines and conventional thread cutting machinery
| Short type
Standard clamping nut ki ko
[ S e B [ =]
| U | s == s sI
é‘ Iy lo
| =3
Tap Dimensions Extension Dimensions
Size | ody kq l4 0 ds ka Iy ody/ds I3 EDP
—_ " a—— ___ Number
150 [0.3125 0.234 116 - 27 - 1.10 0.3125 0.234 2.36 0.512 512 |FZ111900.150| e
151 0.4375 0.328 /8 -27 — 1.10 0.4375 0.328 3.54 0.709 7.09 |FZ111900.151| @
152 |0.5625 0.421 /4 -18 = 1.10 0.5625 0.421 3.54 0.866 7.09 |FZ111900.152| e
153 |0.6875 0.515 — 2 -14 1.46 0.6875 0.515 3.94 1.024 7.87 |FZ111900.153| @
154 10.7000 0.531 38 -18 - 1.20 0.7000 0.531 3.94 1.024 7.87 |FZ111900.154| e
155 (0.9063 0.679 - 34 -14 1.69 0.9063 0.679 3.94 1.260 7.87 |FZ111900.155| @
156 [1.1250 0.843 = 1 -111/2 1.81 1.1250 0.843 3.94 1.535 7.87 |FZ111900.156 | e
Accessories

- Spare clamping nuts w2 139

134 Ordering Example: FZ111900.150



NPT Pipe Tap Extensions Inch Sizes E M UG E

For use on CNC machines and conventional thread cutting machinery .
Long type
Standard clamping nut ky ko
I < e T < oo <
ul \ s == B! 721*
g [ :
~l3
Tap Dimensions Extension Dimensions
Size | od; k4 l4 0 d; ko I pds/ds I3 EDP
—_— = __ Number
150 [0.3125 0.234 1/16 - 27 - 1.10 0.3125 0.234 3.15 0.512 9.06 |FZ111910.150| e
151 0.4375 0.328 /8 -27 - 1.10 0.4375 0.328 3.54 0.709 12.99 |FZ111910.151| @
152 (0.5625 0.421 1/4 -18 - 1.10 0.5625 0.421 3.94 0.866 12.99 |FZ111910.152| e
153 [0.6875 0.515 - 1/2 -14 1.46 0.6875 0.515 3.94 1.024 12.99 |FZ111910.153| e
154 (0.7000 0.531 38 -18 - 1.20 0.7000 0.531 3.94 1.024 12.99 |FZ111910.154| e
155 [0.9063 0.679 - 3/4 - 14 1.69 0.9063 0.679 3.94 1.260 12.99 |FZ111910.155| @
156 [1.1250 0.843 - 1 -111/2 1.81 1.1250 0.843 3.94 1.535 12.99 |FZ111910.156| e

Accessories

- Spare clamping nuts » = 139 Accessories

@ = In stock EMUGE BRI
* = Allow 7 days for delivery [FRANKEN]



Accessories

E M UE E Special Shank Extensions

Metric Sizes
For use on CNC machines and conventional thread cutting machinery
Short type
Standard clamping nut ki ko
= 1 —9 f
é‘ Iy lo
~l3
Tap Dimensions Extension Dimensions
. Size | ady k4 l4 ods ko I pdy/dsg I3 EDP
_ P = = h9 h12 Number
1 28 2.1 M 2-M2.6 M 4 21 6 49 60 6.1 130 FZ111300.01 | @
2 3.5 2.7 M 3 M 4.5 - M5 22 6 49 60 7.5 130 FZ111300.02 | @
3 4 3 M 3.5 M 5.5 22 6 4.9 60 8.4 130 FZ111300.03 | @
4 45 3.4 M 4 M 6 22 6 49 60 8.4 130 FZ111300.04 |
5 6 49 M 4.5 - M6 M 8 25 7 5.5 60 121 130 FZ111300.05 | @
6 7 55 M 7 M 9-M10 25 7 55 60 121 130 FZ111300.06 | ®
7 8 6.2 M 8 M11 29 8 6.2 60 13 130 FZ111300.07 | @
8 9 7 M9 M12 30 9 7 60 15 130 FZ111300.08 | @
91| 10 8 M10 - 32 10 8 60 s 130 FZ111300.09 | @
10 | 11 9 — M14 35 1 9 90 18 180 FZ111300.10 | @
11 12 9 M12) M16 g6 12 9 90 18 180 FZ111300.11 | @
12 | 14 11 - M18 39 14 11 90 22 180 FZ111300.12 | ®
13 | 16 12 = M20 40 16 12 90 22 180 FZ111300.13 | @
14 | 18 14.5 - M22 - M24 42 18 14.5 100 26 200 FZ111300.14 | @
15 | 20 16 = M27 44 20 16 100 28 200 FZ111300.15 | @
16 | 22 18 — M30 46 22 18 100 30 200 FZ111300.16 | @
17 | 25 20 = M33 49 25 20 100 o 200 FZ111300.17 | @
For use on CNC machines and conventional thread cutting machinery
Short type with coolant-thru (IKZ)
Hexagonal clamping nut ~ WAF ki ke IKZ
. ~~— I ol I R NS -, S
r‘ 77777 P:iiiiiisi 775:7(’ ‘S =Y [ SI 777777 47 pmax
< I b 700psi
=3 (50bar)
Tap Dimensions Extension Dimensions Clamping nut
Size | adj k4 l4 0 ds ko I ody; ods I3 WAF Mg EDP
—— e - h9 h12 ft Ibs Number
1 28 2.1 M 2-M2.6 M 4 21 6 49 60 6.1 6.5 130 6 1.5 | FZ112600.01 | e
2 3.5 2.7 M 3 M 4.5 - M5 22 6 4.9 60 7.5 9 130 8 1.5 | FZ112600.02 | e
8 4 8 M 3.5 M 5.5 22 6 49 60 84 10 130 9 1.8 | FZ112600.03 | e
4 4.5 3.4 M 4 M 6 22 6 49 60 84 10 130 9 2.2 | F2112600.04 | o
3 6 49 M 4.5 - M6 M 8 25 7 6.9 60 121 135 130 12 2.6 | FZ112600.05 | e
6 7 5.5 M 7 M 9-M10 25 7 5.5 60 121 135 130 12 3.7 | FZ112600.06 | e
7 8 6.2 M 8 M11 29 8 6.2 60 13 145 130 13 4.4 | FZ112600.07 | e
8 9 7 M 9 M12 30 9 7 60 15 16.5 130 15 5.9 | FZ112600.08 | e
91 10 8 M10 = 32 10 8 60 15 16.5 130 15 8.1 | FZ112600.09 | e
10| 1 9 — M14 35 11 9 90 18 20 180 18 111 | FZ112600.10 | @
11 12 9 M12) M16 35 12 9 90 18 20 180 18  14.8 | FZ112600.11 | e
12 | 14 11 — M18 39 14 11 90 22 25 180 22 18.4 | FZ112600.12 | @
13 | 16 12 - M20 40 16 12 90 22 25 180 22 24.3 | FZ112600.13 | @
14 | 18 14.5 — M22 - M24 42 18 145 100 26 29 200 26 332 | FZ112600.14 | @
15 | 20 16 - M27 44 20 16 100 28 32 200 28 443 | FZ112600.15 | e
16 | 22 18 - M30 46 22 18 100 30 34 200 30 56.8 | FZ112600.16 | @
17 | 25 20 - M33 49 25 20 100 35 4 200 36 73.8 | FZ112600.17 | e
1) Recommend tightening torque
Accessories
- - Spare clamping nuts »I= 139
m Torque wrenches w3 140
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Special Shank Extensions

For use on CNC machines and conventional thread cutting machinery

Metric Sizes E M UG E

Long type
Standard clamping nut ky ko
[ S i e S s -
4l | s ==Z = SI
g [ :
~l3
Tap Dimensions Extension Dimensions
Size | od; k4 l4 0 d; ko [P pds/ds I3 EDP
—_— = aa—— 2 h9 h12 Number
1 2.8 2.1 M 2-M2.6 M 4 21 6 49 65 6.1 230 FZ111310.01 | @
2 3.5 2.7 M 3 M 4.5 - M5 22 6 49 70 7.5 230 FZ111310.02 | @
3 4 3 M 3.5 M 5.5 22 6 49 70 8.4 230 FZ111310.03 | @
4 4.5 3.4 M 4 M 6 22 6 49 70 8.4 230 FZ111310.04 | @
5 6 49 M 4.5 - M6 M 8 25 7 516) 70 121 230 FZ111310.05 | @
6 7 55 M 7 M 9-M10 25 7 55 70 121 230 FZ111310.06 | ®
7 8 6.2 M 8 M11 29 8 6.2 80 13 230 FZ111310.07 | @
8 9 7 M9 M12 30 9 7 80 15 230 FZ111310.08 | ®
91| 10 8 M10 - 32 10 8 80 15 230 FZ111310.09 | @
0 N1 9 - M14 35 11 9 90 18 330 FZ111310.10 | ®
11 12 9 (M12) M16 85 12 9 90 18 330 FZ111310.11 | @
12 | 14 11 — M18 39 14 11 90 22 330 FZ111310.12 | @
13 | 16 12 - M20 40 16 12 90 22 330 FZ111310.13 | @
14 | 18 14.5 - M22 - M24 42 18 14.5 100 26 330 FZ111310.14 | e
15 | 20 16 = M27 44 20 16 100 28 330 FZ111310.15 | ®
16 | 22 18 - M30 46 22 18 100 30 330 FZ111310.16 | @
171 25 20 = M33 49 25 20 100 35 330 FZ111310.17 | e
For use on CNC machines and conventional thread cutting machinery
Long type with coolant-thru (IKZ)
Hexagonal clamping nut ~ WAF K ko IKZ
=y sy | S oy gl o S FR -
r‘ 77777 fﬁiiiiiiisi 77‘:} = SI 47 pmax
< I b 700psi
=3 (50bar)
Tap Dimensions Extension Dimensions Clamping nut
Size | od; kq l4 0 ds ko I ody; ods I3 WAF Mg1) EDP
—— " . h9 h12 ftlbs Number
1 2.8 2.1 M 2 -M2.6 M 4 21 6 49 65 6.1 6.5 230 6 1.5 | FZ112610.01 | @
2 3.5 2.7 M 3 M 4.5 - M5 22 6 49 70 7.5 9 230 8 1.5 | FZ112610.02 | e
& 4 & M 3.5 M 5.5 22 6 49 70 84 10 230 9 1.8 | FZ112610.03 | @
4 45 3.4 M 4 M 6 22 6 49 70 84 10 230 9 2.2 | F2112610.04 | o
o) 6 49 M 4.5 - M6 M 8 25 7 016) 70 121 135 230 12 2.6 | FZ112610.05 | @
6 7 55 M 7 M 9-M10 25 7 55 70 121 135 230 12 3.7 | F2112610.06 | ®
7 8 6.2 M 8 M11 29 8 6.2 80 13 145 230 13 4.4 | FZ112610.07 | ®
8 9 7 M9 M12 30 9 7 80 15 16.5 230 15 59 | FZ112610.08 | e
91 10 8 M10 = 32 10 8 80 15 16.5 230 15 8.1 | F2112610.09 | e
10| 1 9 - M14 35 11 9 90 18 20 330 18 111 | FZ112610.10 | e
11 12 9 (M12) M16 85 12 9 90 18 20 330 18  14.8 | FZ112610.11 | e
12 | 14 11 — M18 39 14 11 90 22 25 330 22 18.4 | FZ112610.12 | @
13 | 16 12 - M20 40 16 12 90 22 25 330 22 243 | F2112610.13 | e
14 | 18 14.5 — M22 - M24 42 18 145 100 26 29 330 26 332 | FZ112610.14 | @
15 | 20 16 - M27 44 20 16 100 28 32 330 28 443 | FZ112610.15 | e
16 | 22 18 - M30 46 22 18 100 30 34 330 30 56.8 | FZ112610.16 | ®
17 1 25 20 = M33 49 25 20 100 35 4 330 36 73.8 | FZ112610.17 | e
1) Recommend tightening torque
Accessories

- - Spare clamping nuts » (2 139
m Torque wrenches » B 140

® = In stock
= Allow 7 days for delivery

EMUGE
[FRANKEN]|

137

Accessories



E M UE E Special Shrink-Fit Shank Extensions Metric Sizes

. For thermic shrinking of carbide tools with h6 shank tolerance
Short type with coolant-thru (IK2)
1KZ
ka
- —
[P e I el S 77_31:,,
H‘fi%ffi ’sffffET:‘ ******* D pmax
'§ l4 lo 700pSI
=3 (50bar)
Tap Dimensions Extension Dimensions
. Size | ady 4 0ds ko I 0dy I3 EDP
— " " _ h6 12 Number
5 6 M 4.5 - M6 M 8 31 7 55 60 121 130 FZ131500.05 | »
6 7 M 7 M 9-M10 31 7 5.5 60 121 130 FZ131500.06 | *
7 8 M 8 M11 32 8 6.2 60 13 130 FZ131500.07 | *
8 9 M 9 M12 33 9 7 60 15 130 FZ131500.08 | ~
9| 10 M10 - 34 10 8 60 15 130 FZ131500.09 | »
10 1 - M14 46 Ik 9 90 18 180 FZ131500.10 | *
11 12 (M12) M16 46 12 9 90 18 180 FZ131500.11 | *
12 14 - M18 48 14 11 90 22 180 FZ131500.12 | *
13 | 16 - M20 49 16 12 90 22 180 FZ131500.13 | »
For thermic shrinking of carbide tools with h6 shank tolerance
Long type with coolant-thru (IKZ)
-y
IKZ
ko
——S——rilmPr==aey | ——e
=Tt sl **sI**** Prmax
'i Iy 3 700pSI
=l (50bar)
Tap Dimensions Extension Dimensions
Size | ady ) l4 ods ko I ody I3 EDP
— = = h6 h12 Number
B 6 M 4.5 - M6 M 8 31 7 5.9 70 1241 230 FZ131510.05 | *
6 7 M 7 M 9-M10 31 7 5.5 70 12.1 230 FZ131510.06 | *
7 8 M 8 M11 32 8 6.2 80 13 230 FZ131510.07 | *
8 9 M 9 M12 33 9 7 80 15 230 FZ131510.08 | *
9 10 M10 = 34 10 8 80 15 230 FZ131510.09 | *
10 11 — M14 46 11 9 90 18 330 FZ131510.10 |
11 12 (M12) M16 46 12 9 90 18 330 FZ131510.11 | *
12 14 - M18 48 14 11 90 22 330 FZ131510.12 |
13 16 = M20 49 16 12 90 22 330 FZ131510.13 | *
o

138 Ordering Example: FZ131500.05



Replacement Clamping Nuts for Special Shank Extensions

EMUGE

Standard Clamping Nuts

Inch SIZBS Tool Identification | FZ112110 Metric SIZBS Tool Identification | FZ112100
Dimens. Dimens.

Size o do ID Size 0dy ID
101 0.141 101 * 1 2.8 .01 *
102 0.168 102 * 2 35 .02 *
103 0.194 103 * 8 4 .03 *
104 0.220 104 * 4 45 .04 *
105 0.255 105 * B 6 .05 *
106 0.318 .106 * 6 7 .06 *
107 0.323 107 * 7 8 .07 *
108 0.367 .108 * 8 9 .08 *
109 0.381 109 * 9 10 .09 *
110 0.429 110 * 10 11 10 *
111 0.480 A1 * 11 12 1 *
112 0.590 112 * 12 14 12 *
113 0.697 113 * 13 16 13 *
114 0.800 114 * 14 18 14 *
115 0.896 115 * 15 20 15 *
116 1.021 116 * 16 22 .16 *
117 1.108 A17 * 17 25 A7 *
118 1.233 118 *
150 0.3125 150 *
151 0.4375 151 *
152 0.5625 152 *
153 0.6875 153 *
154 0.7000 154 *
155 0.9063 155 *
156 1.1250 .156 *

Hexagonal Clamping Nuts
Inch SIZBS Tool Identification | FZ112030 Metric SIZGS Tool Identification | FZ112000

Recommended | Dimens. Recommended | Dimens.
Size | od, WAF | tightening torque ID Size | sd, WAF | tightening torque ID
ft Ibs Nm ft Ibs Nm
101 0.141 0.315 1.5 2 101 * 1 2.8 6 1.5 2 .01 *
102 | 0.168 0.354 2.1 2.8 102 * 2 35 8 1.5 2 .02 *
103 0.194 0.472 24 33 103 * 3 4 9 1.8 25 .03 *
104 | 0.220 0.472 2.6 3.5 104 * 4 4.5 9 2.2 3 .04 *
105 0.255 0.472 3.1 4.2 105 * 5 6 12 2.6 815 .05 *
106 | 0.318 0.512 4.4 6 .106 * 6 7 12 3.7 5 .06 *
107 | 0323 0.512 4.9 6.6 107 * 7 8 13 4.4 6 .07 *
108 | 0.367 0.591 59 8 108 * 8 9 15 5.9 8 .08 *
109 | 0.381 0.591 8.1 11 109 * 9 10 19 8.1 11 .09 *
110 0.429 0.709 111 15 110 * 10 1" 18 111 15 .10 *
111 0.480 0.709 14.8 20 A1 * 11 12 18 14.8 20 1 *
112 0.590 0.866 20.7 28 112 * 12 14 22 18.4 25 12 *
113 | 0697 1.024 | 332 45 13 * 13 16 22 24.3 33 13 *
114 | 0.800 1.102 44.3 60 114 * 14 18 26 33.2 45 14 *
115 | 0.896 1.181 56.8 7 115 * 15 20 28 44.3 60 15 *
116 1.021 1417 88.5 120 116 * 16 22 30 56.8 77 .16 *
17 25 30 73.8 100 a7 *
= In stock =V=T 139
M [FRANKEN

= Allow 7 days for delivery
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Accessories

E M UE E Torque Wrenches and Shell-Type Wrenches for Special Shank Extensions

Torque wrenches

- W e

MANOSKOP

TORCO-FIX

Similar to \/I—H
& ()
hd 7 /]
1
Sls L
inch
Type Torque L4 EDP
Number

MANOSKOP 730N 15- 15ftlbs  (2- 20 Nm) 11.890 F0900005 *

TORGO-FIX | 7 37ftlbs (10- 50 Nm) 13.189 F0908005 *

TORCO-FIX I 30 - 148ftlbs (40 - 200 Nm) 18.307 F0908020 *

inch
Shell-type wrenches
Type Size for MANOSKOP/ A B EDP -
Special Shank Extension | TORCO-FIX Number
A-SW 6 01 730N 0.650 | 2.087 | [F0908500.06 *
A-SW 8 02 730N 0.807 | 2.165 | [F0908500.08 *
A-SW 9 03, 04 730N 0.807 | 2.165 | [F0908500.09 *
A-SW 12 05, 06 730N 1.142 | 2.244 | F0908500.12 * - 7@*;7
A-SW 13 07 730N 1.358 | 2.323 | F0908500.13 * e L
A-SW 15 08, 09 730N 1.358 | 2.323 | F0908500.15 * 2|
A-SW 18 10, 11 | 1634 | 2.323 | F0908500.18 * § ©
A-SW 22 12,13 | 2.205 | 2520 | [F0908500.22 * B =
A-SW 26 14 II 2.205 | 2520 | [F0908500.26 *
A-SW 28 15 II 2.677 | 2559 | [F0908500.28 *
A-SW 30 16 II 2.677 | 2.559 | [F0908500.30 *
A-SW 36 17 Il 2.677 | 2.559 | [F0908500.36 *
140 Ordering Example: F0900005
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Tech. Info

E M UE E Machine Taps

1.1 General technical information regarding
EMUGE threading tools

EMUGE threading tools are made exclusively of high-performance
high-speed steels according to EMUGE specifications. Our modified
tool steels are based on the material alloy group HSSE acc. DIN ISO 11054.

As for tools which are designed for a special application, these generally
used tool materials do not come up to our requirements. In such cases
we use special high-speed steel alloys and carbide materials which are
specially selected for the work case in question. A rigorous quality control
of these materials forms the basis of our high-quality tools. Research and
development work is carried out in a specially equipped laboratory, and
serves as an indispensable precondition for the further development of
cutting geometries and other parameters necessary for thread production.
Extensive tests and trials on CNC machines, conventional drilling and thread
cutting machines guarantee the performance and economic efficiency of
our tools.

1.3 Constructional designs of our EMUGE taps

1.2 Dimensions and technical sales conditions

The dimensional specifications of our threading tools are adjusted to
the currently valid standards, with the exception of special tools made
to EMUGE standards.

The DIN standards for taps are based on the General Plans of Dimensions

for Taps acc. DIN 2184-1 and -2.

Please read the notes in this catalog and in the technical introduction carefully.
The technical sales conditions for taps acc. DIN 2197 and roll form taps

acc. DIN 2175 have been taken into account.

The manufacturing tolerances for the thread part are in accordance with
DIN EN 22857 and DIN 802.

All specifications, illustrations and dimensions are subject to change due
to technical progress and possible changes of the standards, and are
consequently without obligation.

Constructional design EMUGE designation
M Hand taps, Rekord
- short machine taps Enorm
"—-W Machine taps Rekord 1
== et with reinforced shank Enorm 1
-—-M Machine taps 2:';:;:’22
- W revrr with reduced shank
Robust 2X
————m Machine taps LF
- W reerr with long flutes and long shank
—-m Machine taps LS
- e - with extra long shank
142
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1.4 Special tap types (examples)

Special taps to customers’ specifications
EMUGE produces special taps to customers’ drawings and proper specifications.

Special threads (examples)

GL FG Vg
l.> &
Cylindrical round thread Bicycle thread Valve thread
acc. DIN 168-1 acc. DIN 79012 acc. DIN 7756
MFS ST A/B
60° A
2 A
ISO Metric thread for tight fit Sheet metal screw thread Tripod connection thread
acc. DIN 8141-1 acc. DIN EN ISO 1478 acc. DIN 4503
Tr GEWI E
30°
AR & 5=
Flat ISO metric trapezoidal thread Special profile Electrical thread
(one-start and multi-start) acc. DIN 380-1 and -2 acc. DIN 40400
S M
ES 300 60° 30°
<7 1:16 W\/\
Metric buttress thread (one-start and multi-start) Metric tapered external thread Thread for wire release connection
acc. DIN 513-1t0 -3 acc. DIN 158-1 acc. DIN 19004

==



E M UE E Machine Taps

1.5 Basic types of our EMUGE taps

Rekord A Rekord B
e Straight flutes [ e Straight flutes with spiral point
STEEL e Chamfer form C (2-3 threads) STEEL-L e Chamfer form B (4-5 threads)
g.(jiv e Chamfer form E (1.5-2 threads) Xﬁ e For through hole threads
GAL e For blind hole and through hole threads 7 Note:
‘I:ERO Note: Z-SPEED Typical tool for through hole threads in
HCUT Especially for short-chipping material. long-chipping material. The spiral point
7 The flutes can hold only a part of the pushes the tightly rplled chips ahead
SPEED chips. There is practically no chip and prevents clogging of the flutes.
transport in an axial direction. We do Coolaqt-lubrlcant can flow freely. Do not
not recommend using this tap type in use this tap type for a reverse cut!
deep blind hole or through hole threads
in long-chipping material.
Rekord C
¢ 8-15° left-hand spiral flutes ¢ 10-15° right-hand spiral flutes
Tl e Chamfer form D (4-5 threads) STEEL e Chamfer form E (1.5-2 threads)
NI e For through hole threads GAL e Chamfer form C (2-3 threads)
PVC .
Tl e For blind hole threads
Note: .
The left-hand spiral flutes pqsh the_ chips e Note:
ahegd. As opposed to the spiral-point . Especially to be recommended on
design (Rekord B), the rake angle remains automatic lathes and multi-spindle
constant OV(.EI‘ the complete length of the machines. The slow spiral flutes will
chamfer. This mean.s extremely stable. be especially helpful in thread holes
chamfer teeth for high-strength materials. beginning with an increased diameter
(counterbore or enlarged bore).
Provided with internal coolant supply,
this tap type will help to solve chip
problems on CNC machines.
Rekord DF Enorm
[ ¢ 10-15° right-hand spiral flutes [ ® 35-50° right-hand spiral flutes
TILEG o Additional helix correction “F” (relief) STEEL e Chamfer form E (1.5-2 threads)
NI e Chamfer form C (2-3 threads) X‘: e Chamfer form C (2-3 threads)
e For blind hole threads 7 e For blind hole threads
Note: SPEED in long-chipping materials
ote: Z-SPEED

o

Especially to be recommended on
automatic lathes and multi-spindle
machines. The slow spiral flutes will

be especially helpful in thread holes
beginning with an increased diameter
(counterbore or enlarged bore).

The additional helix correction “F” (relief)
produces smaller, and tightly rolled chips.
Provided with internal coolant supply,
this tap type will help to solve chip
problems on CNC machines.

Note:

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

Robust 2X

VA

e Provided with a hollow face
e Chamfer form C (2-3 threads)
e For blind hole and through hole threads

Note:

The special crown-shaped front portion
of this tool provides excellent accuracy
even in the first stage of the cutting
process. Extra clean and accurate threads
can be cut in this way. The swarf is
collected in the hollow face of the tap
(internal chip collector) when cutting
blind hole threads. For this tool, we
recommend using paste lubrication
wherever possible. Please make sure
to cover not only the tool but also the
walls of the hole with paste!

Qil lubrication is possible only in
vertical machining, if the blind hole
can be completely filled with oil.

1.6 Our EMUGE geometries

EMUGE

For steel materials

For stainless steel materials

EMUGE Geometry with very good proper guidance EMUGE and steel materials
TSTEEL - for true-to-gauge thread cutting on all - vA— With tough and long-chipping materials,
machines. Available ex stock in many the chips must be transported in an axial
Rekord A thread systems and sizes. By combination Rekord B direction in order to avoid chip jams.
Rekord B with hard surface coatings, cutting data Enorm An increased profile relief angle reduces
Rekord D and tool life increases can be achieved. friction and with it, the danger of cold
Enorm welding.
¢ Rekord B-STEEL-L
For low strength steels
For cast iron For cast iron with vermicular graphite
EMUGE Since cast iron is a very abrasive material, EMUGE Newly developed cast materials often
G666 — these taps are always provided with a T GJV— show very special grain structures.
surface treatment in addition to a low In combination with an increased number
Rekord A rake angle. In general, straight flutes Rekord A of flutes and a specially adjusted geometry,
are sufficient for such short-chipping these tools permit long tool life even in
materials. these highly abrasive materials as well
as in normal cast iron.
For aluminum wrought alloys For aluminum cast alloys
EMUGE In the machining of long-chipping EMUGE In order to achieve a long tool life in
T AL aluminum, it is absolutely necessary T GAL this highly abrasive material, all the
to provide chip transport in an axial tools are provided with a hard surface
Rekord B direction. In addition to the large rake Rekord A coating. Internal coolant supply also
Enorm Rekord D

angle, these tools are made with a
reduced number of flutes so that there
is even more room for the swarf. This
helps to avoid clogging of the flutes.

is very helpful.

=V =1=] 145
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1.6 Our EMUGE geometries

For long-chipping synthetics

For tough materials with high tensile

EMUGE The chamfer of this tool has been strength
T PVC— optimized in order to ensure a safe AERO Negative rake angle values gives a very
shearing off of the chip root in the thread. strong cutting edge. Especially in tough
Rekord D An elevated tolerance, combined with Rekord B materials with high tensile strength this
a hard surface coating, guarantees will lead to a safe tapping process.
true-to-gauge threads in these elastic
materials.
For titanium For titanium alloys
EMUGE These alloys are usually very strong, EMUGE Titanium alloys are becoming more
77— long-chipping and clamping. Small T T7TILEG_ and more popular in modern industry.
rake angles and very high relief The geometry of this tool has been
Rekord C angles are necessary. Rekord DF specially adjusted to the machining
Rekord D Often, it is necessary also to specially of these materials. Cold welding is
adjust the tool to the individual alloy prevented by the extra high relief
and the specific work conditions. angle values. A helix correction
provides short chips.
For nickel alloys For materials of high tensile strength
EMUGE Nickel alloys are usually very tough, EMUGE Relatively high relief angle values in
N/— clamping and of high tensile strength, H— combination with a surface treatment
e.g. Inconel 718. Negative rake angles, or a hard surface coating ensure extra
Rekord C very high relief angles and a hard surface Rekord A long tool life in abrasive materials.
Rekord DF coating are an unconditional necessity.
Lubrication with paste or oil is necessary
in most cases.
For hardened steels For CNC-controlled machines
EMUGE This geometry with its specially adjusted EMUGE This very keen cutting geometry
THCUT flute profiles and its special rake and zZ — with elevated rake and relief angles is
relief angles makes thread cutting in Rekord A suitable for a multitude of long-chipping
Rekord A hardened steel possible. Rekord B materials. It is designed especially for
Made of cutting material HSS-E-PM, Rekord D CNC-controlled machine tools.
these tools are suitable for a material Enorm Synchronous feed control, especially
hardness of 44-55 HRC, while solid in connection with our collet holders
carbide tools will work in a hardness of the Softsynchro® series, will bring
of 55-63 HRC. out the full performance potential of
these tools.
For high-speed tapping
EMUGE CNC machines, especially in combination
TSPEED- with our Speedsynchro®, make very high
speeds possible.
Rekord A The special geometry of these tools,
Rekord B combined with a hard surface coating,
Rekord D offers you the chance to do your
Enorm

machining at the highest speeds
your machine can manage.
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1.7 Our EMUGE surface treatments and coatings

EMUGE

Diamond-like, amorphous carbon
coating (black-grey)

In a PVD process a coating thickness

of 1-2 ym can be realized.

The hardness is approx. 2500 HV.

This mono-layer coating is an excellent
choice for the machining of non-ferrous
metals and aluminum with a low silicon
content (< 7% Si). Thanks to the low

Chromium nitride (silver-grey)

In a PVD process (500 °C) coating
thicknesses of up to 6 ym can be realized.
With a hardness of 1750 HY,

the excellent sliding properties will help
to achieve long tool life in non-ferrous
metals and thermoplastics (even at high
temperatures).

NE2 NT
Oxidation Nitriding
In a special installation, the tools are In a thermo-chemical treatment, the
exposed to hot steam. This leads to the surface is enriched with nitrogen to
formation of a dark oxide layer on the a depth of approx. 0.03 to 0.05 mm.
tool surface. This oxide layer protects Since the surface becomes very hard
the surface, and acts as a good carrier (1000-1250 HV) and brittle, nitrided tools
of lubricants. Cold welding which occurs can be used with certain restrictions only
especially with low-carbon, soft steels, in blind holes and in all work cases which
can be prevented in this way. necessitate reversing.
In abrasive materials like cast iron,
spheroidal cast iron, cast aluminum
and duroplastics, tool life can be
increased in a decisive manner.
NT2 TIN
Nitriding and oxidation Titanium nitride (gold-yellow)
The surface of the tools is first nitrided In a PVD process (500 °C) a coating
and then oxidized (NT + NE2). thickness of 3-7 um can be realized.
This treatment combines increased The coatings feature a high adhesion
surface hardness with an improved strength and TIN-typical properties
lubricant-holding capacity. against cold welding.

_ TIN coating systems with additional
code number (e.g. TIN-60, TIN-70) are
optimized with regard to substrate
and application.

TICN GLT-1
Titanium carbonitride (blue-grey) Hard surface coating with anti-friction
In a PVD process (500 °C) a coating layer (dark-grey)
thickness of 2-4 pm can be realized. Ina PVD process (500 °C) a coating
The hardness is approx. 3000 HV. thickness of 2-4 pm can be realized.
The TICN coating will resist up to The combination of a hard surface
approx. 400 °C. coating (approx. 3000 HV) with a
superimposed anti-friction layer
yields decisive tool life advantages.
Also, the chip flow can be very
positively influenced.
Please note:
Before re-coating, tools need to be
de-coated!
GLT-8 CRN

friction, material adhesion is drastically
reduced. This coating will remain
resistant up to approx. 350 °C.

.
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1.8 Other EMUGE abbreviations

AZ X
With alternating teeth With back taper
With “alternating teeth”, flank friction can Tooth chipping due to chip jams can be
be reduced. Coolant-lubricant can flow prevented by grinding off the tooth crests
v freely between the friction partners. in the guide thread area.
-
BF IKZ
With bright face Internal coolant supply, axial
“Bright Face” grinding in combination (DIN designation: KA)
with a special edge preparation ensures The axial exit of coolant-lubricant
that chips will break in steel materials. provides optimum cooling and
Short chips will be evacuated without lubrication in the chamfer area.
“birdnesting”. Chips are evacuated easily from
- blind holes.
£
IKZN
Internal coolant supply, axial,
4 with coolant exiting in the flutes
- (DIN designation: KR)
. Radial exit of coolant-lubricant is the
. safest solution for providing coolant
supply in the chamfer area even in
through holes.
LF LS

Machine taps with long flutes and long shank

Depending on the workpiece material, thread depths of up to 4 x d1 can be
achieved with the extended thread part and the long flutes.

Machine taps with extra long shank
Threads with bad access can be easily machined with these tools.

Y - Y
VHM KHM
Solid carbide Solid carbide head

Tools with a thread diameter < 12.0 mm are made of solid carbide
(thread part and shank).

With tools with a thread diameter = 12.0 mm, the head, or thread part,
is made of solid carbide, the shank of tool steel.

LH

Left-hand thread
Left-hand taps are mirror-image designs of the right-hand taps.

148
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1.9 Chamfer forms
Chamfer forms and chamfer lengths for taps acc. DIN 2197.

EMUGE

Form A

Chamfer length 6-8 threads
For straight flutes

Form B

Chamfer length 3.5-5.5 threads
For straight flutes with spiral point

Form C

Chamfer length 2-3 threads
For straight or spiral flutes

FormD

Chamfer length 3.5-5 threads
For straight or spiral flutes

Form E

Chamfer length 1.5-2 threads
For straight or spiral flutes

FormF

Chamfer length 1-1.5 threads
For straight or spiral flutes

Tech. Info

The chamfer length of our EMUGE taps is adjusted to the workpiece material in each individual case.

1.10 Cooling and lubrication agents

Lubricants are often, if not generally, given too little consideration.
If you want to get the best performance out of your tool you have to
take care to use the best coolant-lubricant available.

In general, we distinguish the following types of cooling and lubrication:

A

Dry machining, pressurized air, cold pressurized air

“Real” dry machining is mostly used only in cast iron. Pressurized air,
sometimes cooled, is used in some cases for chip removal.

Emulsion
The most common type of coolant-lubricant on machining centres.

Minimum-quantity lubrication (MQL)

Due to the more and more common option of supplying aerosol through the
spindle on modern machining centres, this type of cooling and lubrication is
gaining more and more popularity.

0

Thread cutting oil

With these oils which are perfectly adjusted to specific materials, excellent
thread surfaces and tool life can be achieved.

P

Thread cutting paste

Perfectly suitable for the cold forming of threads. Especially useful in horizontal
machining, with large thread sizes and through hole threads. To be used only
for brush lubrication.
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1.11 Tolerance chart — UNC/UNF

EMUGE has determined that the tolerance of the tap should be manufactured Class 1B
as close as possible to the finished internal thread tolerance.
This practice ensures that the threads produced will comply to the gage
tolerances providing that the working conditions such as machine, chucking Class 28
tools, and workpiece match the application. Class 3B
EMUGE taps are marked with the appropriate tolerance class for their intended T 5
use. The U.S. GH thread class numbers are not marked on the tap. T | T s
Tolerances for the various GH numbers are shown in the chart opposite. T _4_4._
Classification for the tolerance 1B can be provided upon request. Basis
Taps for cast iron and titanium tapping are designed one GH class higher
to provide better tool life.
UNC Thread Tap Limit UNF Thread Tap Limit
3B (Tap) 2B (Tap) 3B (Tap) 2B (Tap)
No. 1 - 64 H1/H2 H2 / H3 No. 0 - 80 H1 H1/H2
No. 2 - 56 H1/H2 H2 / H3 No. 1 - 72 H1/H2 H2 / H3
No. 3 - 48 H1/H2 H2 / H3 No. 2 - 64 H1/H2 H2 / H3
No. 4 - 40 H2 H2 / H3 No. 3 - 56 H1/H2 H2 / H3
No. 5 - 40 H2 H2 / H3 No. 4 - 48 H2 H2 / H3
No. 6 - 32 H2 H3 / H4 No. 5 - 44 H2 H2 / H3
No. 8 - 32 H2 H3 / H4 No. 6 - 40 H2 H2 /H3
No. 10 - 24 H2 / H3 H3/ H4 No. 8 - 36 H2 H2 / H3
No. 12 - 24 H2 / H3 H3/ H4 No. 10 - 32 H2 H2 / H3
1/4 - 20 H3 H4 / Hb No. 12 - 28 H2 / H3 H3 /H4
5/16 - 18 H3 H4 / H5 1/4 - 28 H2 / H3 H3/ H4
38 - 16 H3 / H4 H4 / H5 5/16 - 24 H3 H3/ H4
e - 14 H3/ H4 H4 / H5 38 - 24 H3 H3/H4
12 - 13 H4 H5 / H6 7116 - 20 H3 H4 / H5
916 - 12 H4 H5 / H6 12 - 20 H3 H4 / H5
5/8 - 11 H4 H5 / H6 916 - 18 H3 / H4 H4 / H5
34 - 10 H4 / H5 H6 / H7 5/ - 18 H3 / H4 H5 / H6
7 - 9 H4 / H5 H6 / H7 34 - 16 H4 H5 / H6
1 - 8 H5 H6 / H7 /8 - 14 H4 H5 / H6
1 18 - 7 H5 H7 / H8 1 - 12 H4 / H5 H5 / H6
1 s - 7 H5 / H6 H7 /H8 1 18 - 12 H4 / H5 H6 / H7
138 - 6 H6 H7 / H8 1 14 - 12 H4 / H5 H6 / H7
112 - 6 H6 H7 / H8 1 38 - 12 H4 / H5 H6 / H7
134 - 5 H6 / H7 H8 / H9 1 12 - 12 H4 / H5 H6 / H7
2 - 41 H7 H8 /H9
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1.12 Tolerance chart — Metric coarse/fine
The approved tap tolerance system for metric ISO threads is International
Standard ISO 2857.

4H tap corresponds to IS0 1
6H tap corresponds to ISO 2

Class 6G

Class 7H

Class 6H

EMUGE

6G tap corresponds to ISO 3 Class 5H
4H and 6G taps can be supplied upon request. 6G taps are Oversize. — o -7 Clss 41
Please refer to the Au “G” values table below. Tap
The U.S. GD tap class numbers are not marked on our taps. . ]
Taps for cast iron and titanium tapping are designed one GH class higher Tﬁa':)
to provide better tool life. L. N
For the special tolerance “7G”, an oversize of approx. 2 x Au “G” has been Auve? {‘a':,
taken into account. Basis
Metric Coarse Pitch Tap Tolerance Metric Fine Tap Tolerance
Thread 4H 6H Thread (choice) 4H 6H
M 1.6 0.35 D2 D2 /D3 M 3 x 0.35 D2 D3
M 1.8 0.35 D2 D2 /D3 M 4 x 0.5 D2 D3
M 2 0.4 D2 D3 M 6 x 0.5 D2/D3 D3 /D4
M 22 0.45 D2 D3 M 6 x 0.75 D2/D3 D4
M 25 0.45 D2 D3 M 8 x 0.75 D2 /D3 D4
M 3 0.5 D2 D3 M 8 x 1 D3 D4 /D5
M 35 0.6 D2 D3 /D4 M12 x 1 D3 D4 /D5
M 4 0.7 D2 /D3 D3 /D4 M10 x 1.25 D3 D4 /D5
M 45 0.75 D2 /D3 D3 /D4 M14 x 1.25 D3 D4 /D5
M 5 0.8 D2 /D3 D3 /D4 M12 x 1.5 D3 /D4 D5 /D6
M 6 1 D2 /D3 D4 /D5 M20 x 1.5 D3/D4 D5/D6
M 7 1 D2 /D3 D4 /D5 M?24 x 1.5 D3 /D4 D5 /D6
M 8 1.25 D3 D4 /D5 M42 x 1.5 D3 /D4 D5 /D6
M10 1.5 D3 D4 /D5 M18 x 2 D3 /D4 D6 /D7
M12 1.75 D3 /D4 D5 /D6 M?24 x 2 D4 D6 /D7
M 14 2 D3 /D4 D5/D6 M42 x 2 D4 D6 /D7
M 16 2 D3 /D4 D5 /D6 M36 x 3 D4 /D5 D7 /D8
M18 2.5 D4 D6 /D7 M42 x 3 D4 /D5 D7 /D8
M 20 2.5 D4 D6 /D7 M52 x 3 D4 /D5 D7/D8
M 22 2.5 D4 D6 /D7
M 24 8 D4 /D5 D7 /D8
M 27 3 D4 /D5 D7 /D8
M 30 815 D4 /D5 D7 /D8
M 33 3.5 D4 /D5 D8 /D9
M 36 4 D5 D8 /D9
M 39 4 D5 D8 /D9
M 42 4.5 D5 D8 /D9
M 45 4.5 D5 D8 /D9
M 48 5 D5 /D6 D9 /D10
M 52 5 D5 /D6 D9 /D10
1.13 Tolerance chart — Oversize 6G taps
Au “G” Values for Oversize Taps “6G Taps”
Pitch Tap Tolerance
mm inch
0.35-0.4 0.019 .00075
0.45-0.5 0.020 .00079
0.6 0.021 .00083
0.7 -0.75 0.022 .00087
0.8 0.024 .00094
1 0.026 .0010
1.25 0.028 .0011
1.5 0.032 .0013
1.75 0.034 .0013
2 0.038 .0015
2.5 0.042 .0017
g 0.048 .0019
816 0.053 .0021
4 0.060 .0024
4.5 0.063 .0025
5 0.071 .0028

EMUGE
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1.14 Tolerance zones of the pitch diameter on the Unified thread (graphic representation)

+m  Internal thread

— 3B

| e——

2BX

2B R
2BX _—

| —

Pitch diameter tolerance of the internal thread
acc. ASME B1.1

:] Pitch diameter tolerance of the tap
acc. EMUGE standards

Pitch diameter tolerance of the roll form tap
acc. EMUGE standards

Pitch diameter tolerance of the no-go thread
plug gauge acc. ANSI/ASME B1.2

itch diameter tolerance of the go threa
[ ] Pitchdi | f th hread
plug gauge acc. ANSI/ASME B1.2

Nominal pitch diameter (basis)

1.15 Tolerance zones of the pitch diameter on the Metric thread (graphic representation)

+m  Internal thread

4H

S
=

1S0 1

S e——

6H

[=2]
=

1S0 2

]!

6G

[=2]
(=]

1S0 3

7G

Pitch diameter tolerance of the internal thread
acc. DIN IS0 965-1

:] Pitch diameter tolerance of the tap
acc. DIN EN 22857 (7G acc. DIN 802-4)

Pitch diameter tolerance of the tap
acc. EMUGE standards

Pitch diameter tolerance of the roll form tap
acc. EMUGE standards

- Pitch diameter tolerance of the no-go thread
plug gauge acc. DIN ISO 1502

Pitch diameter tolerance of the go thread
plug gauge acc. DIN ISO 1502

Nominal pitch diameter (basis)
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1.16 Recommended tap drill sizes for tapping internal threads

UNC

Unified coarse thread
ASME B1.1, Table 2

UNF

Unified fine thread
ASME B1.1, Table 2

Nominal Minor thread dia. of | Rec. Nominal Minor thread dia. of | Rec.
Size the internal thread | tap drill Size the internal thread | tap drill
(Tol. 2B) size (Tol. 2B) size
P P
D [TPL] | Dymin. | Dy max. D [TPL] | Dymin. | Dy max.
No. 1 (0.073) | 64 0.0561 | 0.0622 | 0.0595 No. 0 (0.060) 80 0.0465 | 0.0514 | 0.0480
No. 2 (0.086) | 56 0.0667 | 0.0737 | 0.0700 No. 1 (0.073) 72 0.0580 | 0.0634 | 0.0595
No. 3 (0.099) | 48 0.0764 | 0.0845 | 0.0820 No. 2 (0.086) 64 0.0691 | 0.0752 | 0.0730
No. 4 (0.112) | 40 0.0849 | 0.0939 | 0.0890 No. 3 (0.099) 56 0.0797 | 0.0865 | 0.0827
No. 5 (0.125) | 40 0.0979 | 0.1062 | 0.1015 No. 4 (0.112) 48 0.0894 | 0.0968 | 0.0945
No. 6 (0.138) | 32 0.1040 | 0.1140 | 0.1110 No. 5 (0.125) 44 0.1004 | 0.1079 | 0.1063
No. 8 (0.164) | 32 0.1300 | 0.1390 | 0.1360 No. 6 (0.138) 40 0.1110 | 0.1190 | 0.1181
No. 10 (0.190) | 24 0.1450 | 0.1550 | 0.1520 No. 8 (0.164) 36 0.1340 | 0.1420 | 0.1378
No. 12 (0.216) | 24 01710 | 0.1810 | 0.1770 No. 10 (0.190) 32 0.1560 | 0.1640 | 0.1614
1/4 20 0.1960 | 0.2070 | 0.2040 No. 12 (0.216) 28 0.1770 | 0.1860 | 0.1820
5/16 18 0.2520 | 0.2650 | 0.2610 1/4 28 0.2110 | 0.2200 | 0.2165
3/8 16 0.3070 | 0.3210 | 0.3160 5/16 24 0.2670 | 0.2770 | 0.2717
16 14 0.3600 | 0.3760 | 0.3680 3/8 24 0.3300 | 0.3400 | 0.3346
1/2 13 0.4170 | 0.4340 | 0.4219 116 20 0.3830 | 0.3950 | 0.3898
916 12 0.4720 | 0.4900 | 0.4844 1/2 20 0.4460 | 0.4570 | 0.4528
5/8 11 0.5270 | 0.5460 | 0.5313 9/16 18 0.5020 | 0.5150 | 0.5118
3/4 10 0.6420 | 0.6630 | 0.6563 5/8 18 0.5650 | 0.5780 | 0.5709
/8 9 0.7550 | 0.7780 | 0.7656 3/4 16 0.6820 | 0.6960 | 0.6890
1 8 0.8650 | 0.8900 | 0.8750 7/8 14 0.7980 | 0.8130 | 0.8071
1 1/8 7 0.9700 | 0.9980 | 0.9843 1 12 0.9100 | 0.9280 | 0.9219
1 14 7 1.0950 | 1.1230 | 1.1094 118 12 1.0350 | 1.0530 | 1.0433
1 3/8 6 1.1950 | 1.2250 | 1.2205 1 1/4 12 1.1600 | 1.1780 | 1.1719
112 6 1.3200 | 1.3500 | 1.3386 138 12 1.2850 | 1.3030 | 1.2992
1 3/ 5 1.56330 | 1.5670 | 1.5551 1172 12 14100 | 1.4280 | 1.4173
2 41/2 | 17590 | 1.7950 | 1.7812
2 /4 41/2 | 2.0090 | 2.0450 | 2.0312
212 4 22290 | 2.2670 | 2.2500
2 34 4 24790 | 25170 | 2.5000
3 4 2.7290 | 2.7670 | 2.7500
UNEF UN-8
Unified extra fine thread Unified thread
ASME B1.1, Table 2 ASME B1.1, Table 2
Nominal Minor thread dia. Rec. Nominal Minor thread dia. Rec.
Size of the internal tap drill Size of the internal tap drill
thread (Tol. 2B) size thread (Tol. 2B) size
P P
D [TPL] | Dymin. | Dy max. D [TPL] | Dymin. | Dy max.
No. 12 (0.216) 32 0.1820 | 0.1900 | 0.1875 118 8 0.9900 | 1.0150 | 1.0000
1/4 32 0.2160 | 0.2240 | 0.2205 1 1/4 8 1.1150 | 1.1400 | 1.1250
5/16 32 0.2790 | 0.2860 | 0.2835 138 8 1.2400 | 1.2650 | 1.2500
3/8 32 0.3410 | 0.3490 | 0.3465 112 8 1.3650 | 1.3900 | 1.3750
16 28 0.3990 | 0.4070 | 0.4040 1 58 8 1.4900 | 1.5150 | 1.5000
1/2 28 0.4610 | 0.4700 | 0.4646 1 3/ 8 16150 | 1.6400 | 1.6250
916 24 0.5170 | 0.5270 | 0.5236 17/ 8 1.7400 | 1.7650 | 1.7500
5/8 24 0.5800 | 0.5900 | 0.5807 2 8 1.8650 | 1.8900 | 1.8750
3/4 20 0.6960 | 0.7070 | 0.6988 2 /4 8 21150 | 2.1400 | 2.1250
I3 20 0.8210 | 0.8320 | 0.8268 2 12 8 2.3650 | 2.3900 | 2.3750
1 20 0.9460 | 0.9570 | 0.9531 2 34 8 2.6150 | 2.6400 | 2.6250
1 1/8 18 1.0650 | 1.0780 | 1.0728 8 8 2.8650 | 2.8900 | 2.8750
1 1/4 18 1.1900 | 1.2030 | 1.2008 312 8 3.3650 | 3.3900 | 3.3750
1 3/8 18 1.3150 | 1.3280 | 1.3189 4 8 3.8650 | 3.8900 | 3.8750
112 18 1.4400 | 1.4530 | 1.4488 4 1/2 8 4.3650 | 4.3900 | 4.3750

EMUGE

American Standard

Threads
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E M UE E Machine Taps

1.16 Recommended tap drill sizes for tapping internal threads

IS0 Metric M MF
Th rea d S IS0 Metric coarse thread IS0 Metric fine thread
DIN 13 and DIN IS0 965-1, ASME B1.13M DIN 13 and DIN ISO 965-1, ASME B1.13M
60° P Nominal Minor thread dia. of Rec. Nominal Minor thread dia. of Rec.
Size the internal thread tap drill Size the internal thread tap drill
(Tol. 6H) size (Tol. 6H) size
al & P D¢ min. | Dy max. P D¢ min. | Dy max.
D [mm] | [mm] [mm] [mm] | [inch] D [mm]| [mm] [mm] [mm] [inch]
M 2 0.4 1.567 1.679 1.6 | 0.0630 M 4 x 05 3.459 3.599 35 0.1378
M 25| 045 2.013 2.138 2.05 | 0.0807 M 5 x 05 4.459 4.599 4.5 0.1772
M 3 0.5 2.459 2.599 25 0.0984 M 6 x 0.75 5.188 5.378 5.2 0.2047
M 35| 0.6 2.850 3.010 29 | 0.1142 M 8 x 0.75 7.188 7.378 7.2 0.2835
M 4 0.7 3.242 3.422 33 | 0.1299 M8 x 1 6.917 7.153 7 0.2756
M 45| 0.75 3.688 3.878 3.7 0.1457 M10 x 1 8.917 9.153 9 0.3543
M 5 0.8 4134 4.334 4.2 0.1654 M10 x 1.25 8.647 8.912 8.8 | 0.3465
M 6 1 4917 5.153 5 0.1969 M12 x 15 10.376 | 10.676 10.5 0.4134
M 7 1 5.917 6.153 6 0.2362 M14 x 15 12.376 | 12.676 | 125 0.4921
M 8 1.25 6.647 6.912 6.8 | 0.2677 M16 x 1.5 14.376 | 14.676 14.5 0.5709
M 9 1.25 7.647 7.912 78 | 0.3071 M18 x 15 16.376 | 16.676 16.5 | 0.6496
M 10 1.5 8.376 8.676 85 0.3346 M20 x 15 18.376 | 18.676 18.5 0.7283
M 11 15 9.376 9.676 9.5 0.3740 M22 x 2 19.835 | 20.210 | 20 0.7874
M12 1.75 | 10.106 | 10.441 10.2 0.4016 M24 x 2 21.835 | 22.210 22 0.8661
M14 2 11.835 | 12210 | 12 0.4724 M27 x 2 24,835 | 25210 | 25 0.9843
M 16 2 13.835 | 14.210 | 14 0.5512 M30 x 2 27.835 | 28210 | 28 1.1024
M18 2.5 15294 | 15744 | 15.5 0.6102 M36 x 3 32752 | 33.252 | 33 1.2992
M 20 2.5 17294 | 17.744 | 1715 0.6890 M42 x 3 38.752 | 39.252 | 39 1.5354
M 22 2.5 19.294 | 19.744 | 195 0.7677 M48 x 3 44752 | 45252 | 45 1.77117
M 24 3 20752 | 21252 | 21 0.8268 M52 x 4 47.670 | 48270 | 48 1.8898
m 3(7) 2.5 522?12 525%2 %5 ggzgg fTap drill sizes _of Metric fing threads _which are not listed can be
M 33 35 29911 29,771 295 1.1614 ound by considering the diameter difference.
M 36 4 31.670 | 32270 | 32 1.2598
M 39 4 34.670 | 35270 | 35 1.3780
M 42 4.5 37129 | 37.799 | 375 1.4764
M 45 45 40129 | 40.799 | 40.5 1.5945
M 48 5 42587 | 43297 | 43 1.6929
M 52 ® 46.587 | 47.297 | 47 1.8504
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Machine Taps

1.16 Recommended tap drill sizes for tapping internal threads

NPSM

American Standard straight pipe thread

ANSI/ASME B1.20.1

For mechanical joints (previously NPS)

NPSF

American Standard straight pipe thread
ANSI B1.20.3, Table B1

Dryseal internal straight pipe thread for fuel,

combined with external tapered pipe thread NPTF

or PTF-SAE-SHORT; Gage with tapered gages

Nominal Minor thread dia. Rec. Nominal Minor thread dia. Rec.
Size of the tap drill Size of the tap drill
internal thread size internal thread size
P D4 D4 P
D [TPL] min. max. [mm] | [inch] D [TPL] D4 min. [mm] | [inch]
/8 | 27 0.358 0.364 9.1 | 0.3583 116 | 27 0.2482 6.25 | 0.246
1/4 18 0.468 0.481 12 0.4724 /8 27 0.3406 8.6 0.339
38 | 18 0.603 0.612 15.5 | 0.6102 1/4 18 0.4422 11.15 | 0.438
12 | 14 0.747 0.759 19 0.7480 3/8 18 0.5776 147 | 0.578
34 | 14 0.958 0.970 24.5 | 0.9646 1/2 14 0.7133 17.85 | 0.703
1 111/2 1.201 1.211 30.5 | 1.2008 3/4 14 0.9238 234 | 0.922
1 111/2 1.1600 29.35 | 1.156
NPSC
American Standard internal straight thread
ANSI/ASME B1.20.1, Table A1
In pipe coupling
Nominal Minor thread dia. Rec.
Size of the tap drill
internal thread size
P D4
D [TPL] min. [mm] | [inch]
/8 27 0.340 8.75 | 0.344
/4 | 18 0.442 1.1 0.438
3/8 18 0.577 14.7 0.578
12 | 14 0.715 18.25 | 0.719
34 | 14 0.925 234 0.922
1 111/2 1.161 29.35 | 1.156
Rp (BSPP) e
Cylindrical Whitworth pipe thread Whitworth pipe thread
DIN EN 10226-1 and I1SO 7-1 DIN EN ISO 228
Where pressure-tight joints are made on the threads
Nominal Minor thread dia. Rec. Nominal Minor thread dia. Rec.
Size of the tap drill Size of the tap drill
internal thread size internal thread size
P D{ min. | Dy max. P D{ min. | Dy max.
D [TPL] [mm] [mm] [mm] | [inch] D [T.PL] [mm] [mm] [mm] | [inch]
Rp 1he| 28 6.490 6.632 6.55 | 0.2579 G 1he| 28 6.561 6.843 6.8 | 0.2677
Rp 1/8 28 8.495 8.637 8.6 | 0.3386 G /8 28 8.566 8.848 8.8 | 0.3465
Rp 1/4 19 11.341 | 11.549 | 11.5 | 0.4528 G /4 19 11.445 | 11.890 | 11.8 | 0.4646
Rp 3/8 19 14.846 | 15.054 | 15 0.5906 G 38 19 14,950 | 15.395 | 15.25 | 0.6004
Rp 172 14 18.489 | 18.773 | 185 | 0.7283 G 12 14 18.631 | 19172 | 19 0.7480
Rp 3/4 14 23.975 24.259 24 0.9449 G 98 14 20.587 21128 | 21 0.8268
Rp 1 11 30.111 | 30.471 | 30.25 | 1.1909 G 34 14 24117 | 24.658 | 24.5 |0.9646
G /8 14 27.877 | 28.418 | 28.25 | 1.1122
G 1 11 30.291 | 30.931 | 30.75 | 1.2106
G11/8 11 34.939 | 35579 | 35.5 |1.3976
G114 11 38.952 | 39.592 | 39.5 |1.5551
G 1 38 11 41.365 | 42.005 | 41.75 | 1.6437
G112 11 44845 | 45485 | 45.25 | 1.7815
G 1 58 11 49.030 | 49.670 | 49.5 |1.9488
G 1 34 11 50.788 | 51.428 | 51 2.0079
G2 11 56.656 57.296 | 57 2.2441
G2 /4 11 62.752 | 63.392 | 63.3 |2.4921
G212 11 72226 | 72.866 | 72.8 | 2.8661
G 2 34 11 78576 | 79.216 | 79.1 |3.1142
G 3 11 84.926 | 85.566 | 85.5 | 3.3661

EMUGE

Straight Pipe
Threads

p
60°

Tech. Info
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E M UE E Machine Taps

1.16 Recommended tap drill sizes for tapping internal threads

Taper Pipe NPT NPTF
Th rea d S American tapered pipe thread, American tapered pipe thread,
ANSI/ASME B1.20.1 ANSI B1.20.3
P For threads with dryseal material, For threads without dryseal material,
60° taper 1:16 taper 1:16
Nominal Nominal
Taper 1:16 Size P D4 Dy D3 Y Size P D4 Dy D3 t
[T.PL] (+0.002) [TPL] (+0.002)
1/16 27 0.2421 | 0.2343 | 0.2516 | 0.4646 146 | 27 0.2402 | 0.2343 | 0.2524 | 0.4646
1/8 27 0.3346 | 0.3268 | 0.3441 | 0.4685 1/8 27 0.3327 | 0.3268 | 0.3449 | 0.4685
1/4 18 0.4331 | 0.4232 | 0.4472 | 0.6850 1/4 18 0.4291 | 0.4232 | 0.4488 | 0.6850
3/8 18 0.5669 | 0.5571 | 0.5827 | 0.6969 3/8 18 0.5630 | 0.5571 | 0.5843 | 0.6969
1/2 14 0.7008 | 0.6870 | 0.7213 | 0.9094 1/2 14 0.6929 | 0.6870 | 0.7217 | 0.9094
3/4 14 0.9114 | 0.8976 | 0.9319 | 0.9291 3/ 14 0.9055 | 0.8976 | 0.9323 | 0.9291
1 111/2 | 11437 | 1.1280 | 1.1689 | 1.1181 1 111/2 | 11319 | 1.1280 | 1.1701 | 1.1181
11/ 111/2 | 1.4882 | 1.4705 | 1.5138 | 1.1378 1 /4 111/2 | 1.4764 | 1.4705 | 1.5150 | 1.1378
112 1112 | 1.7264 | 1.7106 | 1.7528 | 1.1378 112 | 1112 | 1.7224 | 1.7106 | 1.7539 | 1.1378
2 111/2 | 2.1988 | 2.1831 | 2.2268 | 1.1535 2 111/2 | 21949 | 2.1831 | 2.2280 | 1.1535

P
Rc (BSPT)
) _ Tapered Whitworth pipe thread
: DIN EN 10226-2 and IS0 7-1

Taper 1:16 Where pressure-tight joints are made on the threads,
taper 1:16
Nominal P D4 Dy D3 t
Size Wsi1)
[TPL] | [mm] [mm] [mm] [mm]
Rc 1/16 28 6.15 6.1 6.56 111
Rc 1/8 28 8.15 8.1 8.57 111

Rc 1/4 19 1085 | 10.75 | 1145 | 163
Rc 3/8 19 14.3 1425 | 1495 | 16.7
Rc 172 14 17.8 17.7 18.63 | 223
Rc 3/4 14 23.2 23.1 2412 | 236
Re 1 11 29.2 29.1 30.29 | 283

<
o
199

)

The minimum drilling depth t1 includes the reach of screw

by hand L1 and the effective depth L3 to ANSI/ASME B1.20.1
as well as the chamfer of the tap. Additional drilling-down has
to be determined by the user according to the construction of
the workpiece.

For series production it is recommended that the minor thread
dia. be made as per B. Special taps are required for blind holes
where the minimum depths t; as listed in the above table
cannot be met. In this case please supply a sketch with

blind hole dimensions along with the order.

Taper 1:16

t

7
/1
<+
A
|
A
N

Drill cylindrically Drill cylindrically and prepare
without using a reamer tapered hole with reamer
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Machine Taps

1.16 Recommended tap drill sizes for tapping internal threads

STI-UNF

STI-UNC

Unified coarse thread Unified fine thread
ASME B18.29.1 ASME B18.29.1
For wire thread inserts For wire thread inserts
Nominal Major thread Minor thread Rec. Nominal Major thread Minor thread Rec.
Size dia. of the dia. of the tap drill Size dia. of the dia. of the tap drill
internal thread| internal thread size internal thread| internal thread size
(Tol. 2B) (Tol. 2B) (Tol. 2B) (Tol. 2B)
P Dsr Dist | Dism P Dsr Dist | Dism
[T.PL] min. min. max. [T.PL] min. min. max.
STI-No. 2| 56 0.1092 0.0899 | 0.0961 | 0.0906 STI-No. 2| 64 0.1063 0.0894 | 0.0947 | 0.0906
STI-No. 3| 48 0.1261 0.1036 | 0.1104 | 0.1063 STI-No. 3| 56 0.1222 0.1029 | 0.1086 | 0.1063
STI-No. 4| 40 0.1445 0.1175 | 0.1252 | 0.1220 STI-No. 4| 48 0.1391 0.1166 | 0.1229 | 0.1181
STI-No. 5| 40 0.1575 0.1305 | 0.1373 | 0.1339 STI-No. 6| 40 0.1705 0.1435 | 0.1503 | 0.1457
STI-No. 6| 32 0.1786 0.1448 | 0.1527 | 0.1496 STI-No. 8| 36 0.2001 0.1701 | 0.1771 | 0.1732
STI-No. 8| 32 0.2046 0.1708 | 0.1781 | 0.1732 STI-No. 10 | 32 0.2306 0.1968 | 0.2041 | 0.2008
STI-No. 10 | 24 0.2441 0.1990 | 0.2080 | 0.2047 STI- 1/4 | 28 0.2964 0.2577 | 0.2646 | 0.2598
STI-No. 12 | 24 0.2701 0.2250 | 0.2340 | 0.2283 STI- 516 | 24 0.3666 0.3215 | 0.3288 | 0.3248
ST- 14| 20 0.3150 0.2608 | 0.2704 | 0.2638 STl- 38 | 24 0.4291 0.3840 | 0.3910 | 0.3858
STI- 516 18 0.3847 0.3245 | 0.3342 | 0.3307 STI- 7he| 20 0.5025 0.4483 | 0.4561 | 0.4528
STI- 3/8| 16 0.4562 0.3885 | 0.3987 | 0.3937 ST- 12 | 20 0.5650 0.5108 | 0.5186 | 0.5157
ST-  7/e| 14 0.5303 0.4530 | 0.4639 | 0.4567 ST- 916 | 18 0.6347 0.5745 | 0.5826 | 0.5787
STI- 12| 13 0.5999 0.5166 | 0.5273 | 0.5236 STI- 58 | 18 0.6972 0.6370 | 0.6451 | 0.6398
STI- 916| 12 0.6708 0.5806 | 0.5918 | 0.5866 STI- 3/4 | 16 0.8312 0.7635 | 0.7720 | 0.7677
STI- 58 | 11 0.7431 0.6447 | 0.6564 | 0.6496 STI- 7/8 | 14 0.9678 0.8905 | 0.8994 | 0.8957
STI- 3/4 | 10 0.8799 0.7716 | 0.7838 | 0.7776 STI- 1 12 1.1083 1.0181 | 1.0281 | 1.0236
STI- 7/ 9 1.0193 0.8990 | 0.9119 | 0.9055 STI-11/8 | 12 1.2333 1.1431 | 1.1531 | 1.1516
STI- 1 8 1.1624 1.0271 | 1.0421 | 1.0335 STI-11/4 | 12 1.3583 1.2681 | 1.2781 | 1.2795
STI-1 1/8 7 1.3106 1.1559 | 1.1730 | 1.1614 STI-13/8 | 12 1.4833 1.3931 | 1.4031 | 1.3976
STI-1 1/4 7 1.4356 1.2809 | 1.2980 | 1.2894 ST-11/2 | 12 1.6083 1.5181 | 1.56281 | 1.5256
STI-1 3/8 6 1.5915 1.4110 | 1.4310 | 1.4173
STI-1.1/2 6 1.7165 1.56360 | 1.5560 | 1.5453
STI-M
IS0 Metric coarse thread
DIN 8140-2
For wire thread inserts
Nominal Major thread Minor thread dia. of Rec.
Size dia. of the the internal thread tap drill
internal thread (Tol. 6H mod.) size
(Tol. 6H mod.)
P Dgy min. D1g7; min. D1g7) max.
[mm] [mm] [mm] [mm] [mm] [inch]
STI-M 2 0.4 2.520 2.087 2177 21 0.0827
STI-M 2.5 0.45 3.084 2.597 2.697 2.65 0.1043
STI-M 3 0.5 3.650 3.108 3.220 3.15 0.1240
STI-M 4 0.7 4.910 4152 4.292 4.2 0.1654
STI-M 5 0.8 6.040 5174 5.334 5.25 0.2067
STI-M 6 1 7.300 6.217 6.407 6.3 0.2480
STI-M 8 1.25 9.624 8.271 8.483 8.4 0.3307
STI-M 10 15 11.948 10.324 10.560 10.5 0.4134
STI-M 12 1.75 14.274 12.379 12.644 125 0.4921
STI-M 14 2 16.598 14.433 14,733 145 0.5709
STI-M 16 2 18.598 16.433 16.733 16.5 0.6496
STI-M 18 2.5 21.248 18.541 18.896 18.75 0.7382
STI-M 20 2.5 23.248 20.541 20.896 20.75 0.8169
STI-M 22 2.5 25.248 22.541 22.896 22.75 0.8957
STI-M 24 3 27.897 24.649 25.049 24.75 0.9744
STI-M 27 3 30.897 27.649 28.049 27.75 1.0925
STI-M 30 815 34.546 30.757 31.207 31 1.2205

EMUGE

Screw Thread
Insert Threads

(STI)

P
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E M UE E Machine Taps

1.16 Recommended tap drill sizes for tapping internal threads

Self-Locking LK-UNC

Unified SELF-LOCK coarse thread
Th reads EMUGE standard
p 22;“{‘; ft(g ngf_gemm) Nominal LK-Core hole dia. DB
Size Drill dia.
Dy min. D¢ max. (Line 1)
P Line 1 Line 2
D [T.PL]
LK-No. 6 32 0.1119 0.1219 0.1217 0.1142
P LK-No. 8 32 0.1378 0.1468 0.1476 0.1417
LK-No. 10 24 0.1544 0.1654 0.1675 0.1575
LK-No. 12 24 0.1804 0.1904 0.1935 0.1850
With the Sawtooth profile the mentioned LK- /4 20 0.2069 0.2179 0.2226 0.2087
drill sizes have to be considered. If the hole LK- 5/16 18 0.2644 0.2774 0.2818 0.2677
diameter becomes too large, safe functioning LK- 3/8 16 0.3204 0.3344 0.3400 0.3268
is jeopardized. LK- 7116 14 0.3748 0.3908 0.3972 0.3819
LK- 1/2 13 0.4323 0.4493 0.4564 0.4375
Self-locking taps are produced with an LK- 9716 12 0.4887 0.5067 0.5148 0.5000
accurate profile. The Metric LK-female thread LK- 5/8 11 0.5443 0.5633 0.5728 0.5512
mates with a Metric ISO bolt of grade “6g*“. LK- 3/a 10 0.6609 0.6819 0.6922 0.6693
Thread sizes of male fasteners are according
to DIN 13, part 19.20. I_K M
Metric SELF-LOCK coarse thread
EMUGE standard
LK Thread Profile
P<36TPL(P>0.7mm) Nominal LK-Core hole dia. DiB
Size Drill dia.
A D min. Dy max. (Line 1)
P Line 1 Line 2
| D [mm] [mm] [mm] [mm] [mm] [inch]
ja — LK-M 3 0.5 2.673 2.745 — 2.7 0.1063
p : ‘ % LK-M 4 0.7 3.549 3.639 — 3.55 0.1398
@l & LK-M 5 0.8 4.324 4.524 4,574 4.4 0.1732
ele LK-M 6 1 5.152 5.388 5.465 5.2 0.2047
For the specification of the maximum core hole LK-M- 8 1.25 6.931 7196 7.322 7 0.2756
minor diameter, as a general rule, use Line 1. LK-M 10 1.5 8.700 9.000 9.170 8.8 0.3465
For special applications, machining heavy LK-M 12 1.75 10.477 10.812 11.024 10.7 0.4213
materials for example, depth of thread is LRehEd 2 12.237 12612 12.863 125 94921
2 x diameter, or if higr;er tool life is required sl & e Ltk I3 I o
o - : ’ LK-M 18 2.5 15.787 16.237 16.569 16 0.6299
itis possible to use Line 2. , LK-M 20 25 17.787 18.237 18.569 18 0.7087
The m_axn_num LK-minor core hole diameter LK-M 24 3 21.320 21.820 22,959 21.5 0.8465
listed in Line 2 cannot be exceeded as the
performance of the EMUGE SELF-LOCK system It is possible to use Line 2 when machining heavy materials.

would be negatively affected. Minimum
LK-minor diameters should not go below
those listed.

EMUGE
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1.17 Decimal equivalents for tap drill selection

EMUGE

Inch-Wire Decimal Inch-Wire Decimal Inch-Wire Decimal Inch-Wire Decimal Inch-Wire Decimal
[mm] Inch [mm] Inch [mm] Inch [mm] Inch [mm] Inch
0.1 mm 0.0039 2.1 mm 0.0827 s 0.1800 M 0.2950 33/64 0.5156
0.2 mm 0.0079 44 0.0860 4.6 mm 0.1811 7.5mm 0.2953 17/32 0.5313
0.3 mm 0.0118 2.2 mm 0.0866 14 0.1820 19/64 0.2969 13.5mm 0.5315

80 0.0135 43 0.0890 13/4.7 mm 0.1850 7.6 mm 0.2992 35/64 0.5469
79 0.0145 2.3 mm 0.0906 3/16 0.1875 N 0.3020 14 mm 0.5512
1/64 0.0156 42 0.0935 12/4.8 mm 0.1890 7.7 mm 0.3031 9/16 0.5625
0.4 mm 0.0157 3/32 0.0938 11 0.1910 7.8 mm 0.3071 14.5 mm 0.5709
78 0.0160 2.4 mm 0.0945 4.9 mm 0.1929 7.9 mm 0.3110 37/e4 0.5781
77 0.0180 41 0.0960 10 0.1935 5/16 0.3125 15 mm 0.5906
0.5 mm 0.0197 40 0.0980 9 0.1960 8 mm 0.3150 19/32 0.5938
76 0.0200 2.5mm 0.0984 5mm 0.1969 0 0.3160 39/64 0.6094
75 0.0210 39 0.0995 8 0.1990 8.1 mm 0.3189 15.5 mm 0.6102
74 0.0225 38 0.1015 51 mm 0.2008 8.2 mm 0.3228 5/8 0.6250
0.6 mm 0.0236 2.6 mm 0.1024 7 0.2010 P 0.3230 16 mm 0.6299
73 0.0240 37 0.1040 13/64 0.2031 8.3 mm 0.3268 /o4 0.6406
72 0.0250 2.7.mm 0.1063 6 0.2040 21/64 0.3281 16.5 mm 0.6496
71 0.0260 36 0.1065 5.2 mm 0.2047 8.4 mm 0.3307 21/32 0.6563
0.7 mm 0.0276 /64 0.1094 5 0.2055 Q 0.3320 17 mm 0.6693
70 0.0280 85 0.1100 5.3 mm 0.2087 8.5 mm 0.3346 43/64 0.6719
69 0.0292 2.8 mm 0.1102 4 0.2090 8.6 mm 0.3386 11/16 0.6875
68 0.0310 34 0.1110 5.4 mm 0.2126 R 0.3390 17.5mm 0.6890
1/32 0.0312 33 0.1130 3 0.2130 8.7 mm 0.3425 45/64 0.7031
0.8 mm 0.0315 2.9 mm 0.1142 5.5 mm 0.2165 11/32 0.3438 18 mm 0.7087
67 0.0320 32 0.1160 7/32 0.2188 8.8 mm 0.3465 23/32 0.7188
66 0.0330 3mm 0.1181 5.6 mm 0.2205 S 0.3480 18.5 mm 0.7283
65 0.0350 31 0.1200 2 0.2210 8.9 mm 0.3504 47/64 0.7344
0.9 mm 0.0354 3.1 mm 0.1220 5.7 mm 0.2244 9mm 0.3543 19 mm 0.7480
64 0.0360 1/8 0.1250 1 0.2280 T 0.3580 3/4 0.7500
63 0.0370 3.2mm 0.1260 5.8 mm 0.2283 9.1 mm 0.3583 49/64 0.7656
62 0.0380 30 0.1285 5.9 mm 0.2323 23/64 0.3594 19.5 mm 0.7677
61 0.0390 3.3mm 0.1299 A 0.2340 9.2 mm 0.3622 25/32 0.7813
1.0 mm 0.0394 3.4 mm 0.1339 15/64 0.2344 9.3 mm 0.3661 20 mm 0.7874
60 0.0400 29 0.1360 6 mm 0.2362 U 0.3680 51/64 0.7969
59 0.0410 3.5mm 0.1378 B 0.2380 9.4 mm 0.3701 20.5 mm 0.8071
58 0.0420 28 0.1405 6.1 mm 0.2402 9.5 mm 0.3740 13/16 0.8125
57 0.0430 964 0.1406 C 0.2420 3/8 0.3750 21 mm 0.8268
56 0.0465 3.6 mm 0.1417 6.2 mm 0.2441 V 0.3770 53/64 0.8281
3/64 0.0469 27 0.1440 D 0.2460 9.6 mm 0.3780 27/32 0.8438
1.2 mm 0.0472 3.7 mm 0.1457 6.3 mm 0.2480 9.7 mm 0.3819 21.5mm 0.8465
1.3 mm 0.0512 26 0.1470 1/4/E 0.2500 9.8 mm 0.3858 55/64 0.8594
5 0.0520 25 0.1495 6.4 mm 0.2520 w 0.3860 22 mm 0.8661
54 0.0550 3.8mm 0.1496 6.5 mm 0.2559 9.9 mm 0.3898 /8 0.8750
1.4 mm 0.0551 24 0.1520 F 0.2570 25/64 0.3906 22.5mm 0.8858
1.5 mm 0.0591 3.9 mm 0.1535 6.6 mm 0.2598 10 mm 0.3937 5764 0.8906
58 0.0595 23 0.1540 G 0.2610 X 0.3970 23 mm 0.9055
1/16 0.0625 5/32 0.1563 6.7 mm 0.2638 Y 0.4040 29/32 0.9063
1.6 mm 0.0630 22 0.1570 17/64 0.2656 13/32 0.4063 59/64 0.9219
52 0.0635 4 mm 0.1575 H 0.2660 YA 0.4130 23.5mm 0.9252
1.7.mm 0.0669 21 0.1590 6.8 mm 0.2677 10.5mm 0.4134 15/16 0.9375
51 0.0670 20 0.1610 6.9 mm 0.2717 27/64 0.4219 24 mm 0.9449
50 0.0700 4.1 mm 0.1614 | 0.2720 11 mm 0.4331 61/64 0.9531
1.8 mm 0.0709 4.2 mm 0.1654 7 mm 0.2756 716 0.4375 24.5 mm 0.9646
49 0.0730 19 0.1660 J 0.2770 11.5mm 0.4528 31/32 0.9688
1.9 mm 0.0748 4.3 mm 0.1693 7.1 mm 0.2795 29/64 0.4531 25 mm 0.9843
48 0.0760 18 0.1695 K 0.2810 15/32 0.4688 63/64 0.9844
5/64 0.0781 11/64 01719 9/32 0.2813 12 mm 0.4724 1 1.0000
47 0.0785 17 0.1730 7.2mm 0.2835 31/64 0.4844
2mm 0.0787 4.4 mm 0.1732 7.3 mm 0.2874 125 mm 0.4921
46 0.0810 16 0.1770 L 0.2900 1/2 0.5000
45 0.0820 4.5mm 0.1772 7.4 mm 0.2913 13 mm 0.5118

The tap drill sizes shown are reference values and may have to be altered to meet specific tapping requirements. EMUGE shall have no liability or responsibility of any kind

resulting from the selection of a tap drill size from this chart. Values printed are correct at the time of printing and subject to change without notice.
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1.18 Conversion table SFM to RPM for taps

UNC/UNF and NPT/NPTF

Surface Feet per Minute

Tap Sizes
5} 10’ 15" 20' 25' 30' 40' 50' 60' 70' 80' 90' 100' 110" 120° 130" 140" 150
UNC | NPT
UNF |NPTF Revolutions per Minute
No. 0 318 637 955 1273 1592 1910 2546 3183 3820 4456 5093 5729 6366 7003 7639 8276 8913 9549
No. 1 273 546 819 1046 1308 1570 2093 2617 3140 3663 4186 4710 5233 5756 6279 6805 7326 7849
No. 2 212 424 637 888 1110 1333 1777 2221 2665 3109 3554 3999 = 4442 4886 5330 5774 6218 6662
No. 3 191 382 573 772 964 1157 1543 1929 2315 2701 3086 3472 3858 4244 4629 5015 5401 5787
No. 4 174 347 521 682 853 1023 1364 1705 2046 2387 2728 3069 = 3411 3751 4092 4434 4775 5116
No. 5 147 294 41 611 764 917 1222 1528 1833 2139 2445 2750 3056 3361 3667 3973 4278 4584
No. 6 136 273 409 5513 691 829 1106 1382 = 1659 1935 2212 2488 2766 3042 3318 3595 3871 4148
No. 8 119 239 358 466 583 699 932 1165 1398 1631 1864 2097 2330 2563 2796 3029 3262 3495
No. 10 101 201 302 402 502 603 804 1005 1205 1406 1607 1808 2009 2210 2411 2612 2813 3014
No. 12 87 174 260 354 442 531 707 884 1061 1238 1415 1592 1769 1945 2122 2300 2476 2653
1/4 76 153 229 306 382 458 611 764 917 1070 1222 1375 1528 1681 1833 1968 2139 2292
5/16 62 123 185 245 306 367 489 611 733 856 978 1100 1222 1345 1467 1589 1711 1833
3/8 50 101 151 204 255 305 407 509 611 713 815 917 1019 1120 1222 1324 1426 1528
116 1/8 43 87 130 175 219 262 349 437 524 611 698 786 873 960 1048 1135 1222 1310
1/2 - 38 76 115 153 191 229 305 382 458 o83 611 688 764 840 917 993 1070 1146
9/16 1/4 34 68 102 137 172 206 274 342 410 478 547 616 683 752 820 888 952 1020
5/8 - 32 64 96 122 153 183 244 306 367 428 489 550 611 672 733 794 856 917
11/16 3/8 28 55 83 111 138 167 222 278 8E8 389 444 500 556 611 667 722 778 833
3/4 - 25 51 76 102 128 153 = 203 255 305 357 407 458 509 560 611 662 713 764

/8 2| 22 43 65 87 109 131 175 218 262 306 350 392 437 480 524 568 611 655
= 19 38 57 76 96 115 188 191 230 268 305 344 382 420 458 497 535 573
/8 S/af 17 34 51 68 84 102 136 170 204 238 272 306 340 373 407 441 475 509

1
1
1 /4 - 1% 31 46 61 76 92 122 153 183 214 244 275 305 336 367 397 428 458
1 38 |1 14 28 42 56 69 83 111 139 167 194 222 250 278 306 888 361 389 417
1 12 - 13 25 38 51 63 76 102 127 153 178 204 229 255 280 305 331 356 382
1 5/8 12 23 35 47 59 71 94 118 141 165 188 212 235 259 282 306 329 353
1 34 1 22 o) 44 58 65 87 109 131 153 175 196 218 240 262 284 306 327
1 7/8 10 20 30 4 51 61 81 102 122 143 163 183 204 224 244 265 285 306
2 9 19 29 38 48 57 76 96 115 134 153 172 191 210 229 248 267 287
Metric Taps
M 1 490 979 1469 1959 2449 2938 3918 4897 5877 6856 7836 8815 9795 10774 11754 12733 13713 14692
M 2 242 484 725 967 1209 1451 1934 2418 2901 3385 3868 4352 4835 5319 5803 6286 6770 7253
M 3 162 324 486 647 809 971 1295 1619 1942 2266 2590 2914 3237 3561 3885 4208 4532 4856
M 3.5 138 277 415 554 692 830 1107 1384 1661 1938 2214 2491 2768 3045 3322 3599 3875 4152
M 4 122 243 365 487 608 730 973 1217 1460 1703 1946 2190 2433 2676 2920 3163 3406 3650
M 5 97 194 291 388 485 582 776 970 1163 1357 1551 1745 1939 2133 2327 2521 2715 2909
M 6 81 162 243 324 405 486 647 809 971 1133 1295 1457 1619 1781 1942 2104 = 2266 2428
M 7 69 138 208 277 346 415 554 692 830 969 1107 1246 1384 1522 1661 1799 1938 2076
M 8 61 121 182 243 303 364 485 606 728 849 970 1091 1213 1334 1455 1577 1698 1819
M 10 48 97 145 194 242 291 388 485 582 679 776 873 970 1067 1163 1260 1357 1454
M12 40 81 121 162 202 243 324 405 486 567 647 728 809 890 971 1052 1133 1214
M 14 85 69 104 139 173 208 277 347 416 485 598 624 693 763 832 901 971 1040
M 16 30 61 91 121 152 182 243 303 364 424 485 546 606 667 728 788 849 910
M 18 27 54 81 108 135 162 216 269 323 377 431 485 539 593 547 700 754 808
M 20 24 49 73 97 121 146 194 243 291 340 388 437 485 534 582 631 680 728
M 22 22 44 66 88 110 132 176 221 265 309 353 397 441 485 529 573 618 662
M 24 20 40 61 81 101 121 162 202 243 283 323 364 404 445 485 526 566 606
M 27 18 36 54 72 90 108 144 180 216 252 287 323 359 395 431 467 503 539
M 30 16 32 49 65 81 97 129 162 194 226 259 291 323 356 388 420 453 485

For tap sizes not listed, please contact an EMUGE Technical Representative at 800-323-3013.
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1.19 Troubleshooting guide for tapping

EMUGE

Problem: Tapping oversized threads
(no-go gage too loose)

Problem: Torn and rough threads

Problem: Tap life too low

Possible Cause

Possible Remedy

Possible Cause Possible Remedy

Possible Cause

Possible Remedy

= Improper tap for material
and thread application.

= Cutting speed to high.

= Cold welding on the flanks
of the tap (loading).

= Chip packing in flutes.
= Grinding burr.
= |ncorrect fixturing or

positioning of part.

= [nconsistent feed of tap.

- Use a suitable tap for the hole
style and material being tapped.
Reference the EMUGE Tap Finder

for proper selection.

- Reduce cutting speed.
- Improve coolant/Iubrication.

- Use a new tool.

- Use surface treated taps.

- Improve coolant/lubrication.
- Grind away chipped and

damaged teeth.

- Use tap with different flute

geometry/angle.

- Possibly use set of taps.
- Remove burr with soft wire

or fiber brush.

- Use tap holders with axial

and parallel floating.

- Check clamping of part

for correct alignment.

- Tap with controlled feed.

- Check CNC programs.

- Check lead screw for backlash.

- Use compensating
tension/compression tap holder.

Problem: Tapping oversized threads

(no-go gage loose)

Possible Cause

Possible Remedy

=Tap selected too large for
class of thread fit required.

= I[mproper reconditioning
of tap.

- Review markings on tap and

determine if it is suitable for
the class of fit required.

- I in doubt, contact an EMUGE

Representative.

- Reconditioning of tap requires

that all ground surfaces
maintain the orginal geometry
put on by the manufacturer.

- Contact an EMUGE

Representative for
instructive information.

= Improper selection of tap
for material and thread

- Use a suitable tap for the hole
style and material being tapped.

application. Reference the EMUGE Tap Finder
for proper selection.
= Cutting speed too fast - Select proper cutting speed.
or slow. - Improve coolant selection to

assist the effects of tap speed.

- Use a new tool.

- Use surface treated taps.

- Improve coolant/lubrication.

- Find away chipped and
damaged teeth.

- Use tap with different flute
geometry/angle.
- Use set of taps.

- Remove burr with soft wire
or brush.

= Cold welding on the flanks
of the tap (loading).

= Chips packing in flutes.

= Grinding burr.

- Use correct size drill.

- Reference recommended sizes
listed in EMUGE catalog. Note
that cutting and roll form taps
use different size tap drills for
the same size thread.

- If in doubt, contact an EMUGE
Representative.

= Tap drill too small.

- Selection of suitable
coolant/lubrication for material
being tapped.

- Use adequate amounts
of coolant/Iubrication.

= Insufficient
coolant/ lubrication.

=Tool overloading
due to coarse pitch,
hard materials or
short chamfers.

- Use a set of taps.

= All reasons stated in torn
and rough threads.

= Loss of tap hardness
by excess hear during
regrinding.

= Loss of surface treatment
from regrinding.

= \Work hardened drill hole
and hole chamfer.

- See torn and rough threads.

- Change the specification of the

grinding wheel.

- Use coolant while grinding.

- Retreatment of the tap surface.
- Check suitability of surface

treatment for material being
tapped.

- Change or regrind tap drill more

frequently.

- Check proper drilling speed

and feed.

- Anneal part before tapping.

Problem: Tap breakage

Possible Cause

Possible Remedy

Problem: Tapping undersized threads
(go gage won’t enter/binds up part way into hole)

Possible Cause Possible Remedy

Problem: Tapping belimouthed hole
(first few threads gage oversize)

Possible Cause

Possible Remedy

=\Wrong initial starting
pressure.

= Axially hard working
spindle.

= Incorrect fixturing or
positioning of part.

- Work with controlled tap feed.

- Use a tap holder with

length compensation.

- Use a tap holder with axial

and parallel floating.

- Check clamping of part

for correct alignment.

EMUGE Taps are very free cutting and will easily

cut oversize threads if overfed or pushed. For the
best results, we recommend the use of an EMUGE
Quick-Change Tap Holder with built-in tension,
compression and overload clutch features. Always
utilize your holder’s tension feature by programming
spindle feed to 95-98% of the calculated feed rate.

Call an EMUGE Representative at 800-323-3013

if you need assistance.

= Tap selected too small
to do multiple regrinds.

- Limit the number of regrinds
a tap has.

- Use a new tap.

= Area of wear not removed

when tap was
resharpened.

- Grind tap again.
- Use a new tap.

= Improper tap for material
and thread application.

- Use suitable tap for the hole style
and material being tapped.

- Reference the EMUGE Tap Finder
for proper selection.

= Go gage binds up part
way into hole.

- Tap is dull — recondition or
replace tap.

- Avoid too much axial force during
tapping operation (this caused
the tap to cut out of lead)

- Use tap holders with length
compensation.

- Review markings on tap and
determine if it is suitable for
class of fit required.

- If in doubt, contact an
EMUGE Representative.

= Tap selected too small for
class of thread fit required.

= Improper selection of tap
for material and threading
application.

= Tap drill too small.

=Tap hole not deep enough.

= Missing tap drill hole.

= Chips packing in flutes.

= Cutting speed too high
or low.

= Cold welding on the flanks
of the tap (loading).

= Qverload of the chamfer
teeth.

= [ncorrect fixturing or
positioning of part.

= Tap hitting the bottom
of hole.

= Tapping hard or high
tensile materials.

- Use a suitable tap for the hole

style and material being tapped.

- Reference the EMUGE Tap Finder

for proper selection. Tech. Info

- Use correct size drill.

Recommended size drills

listed in EMUGE catalog.

Note that cutting and roll form
taps use different size tap drills
for same size thread.

- If in doubt, contact an

EMUGE Representative.

- Check actual drill depth, drill may

have slipped back into holder.

- Ensure tap drill hole is present.

Common problem in multiple
spindle applications on transfer
lines.

- Use tap with different flute

geometry/angle.

- Use a set of taps.

- Select proper cutting speed.
- Improve coolant/lubrication

to assist the effects of the
tap speed.

- Use a new tool.

- Use surface treated taps.

- Improve coolant/lubrication.
- Grind away chipped and

damaged teeth.

- Use longer chamfer.
- Increase number of tap flutes to

provide more chamfered teeth.

- Use tap holders with

axial/parallel floating.

- Check clamping of part for

correct alignment.

- Use tap holder with length

compensation and torque
overload system.

- Check selection of tap, carbide

tap may be more suitable then
high speed steel taps.

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

The internal thread production system Cut&Form is a
combination of machining and cold-forming processes

which each produce a specific part of the thread profile.

e Strengthened threads and increased
long-term resistance

e Cold forming of large threads with coarse pitch
e Cold forming of threads in difficult materials

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

e Extra smooth thread surfaces
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Roll form taps Roll form taps Short
with reinforced shank with reduced shank roll form taps

Druck 1 Druck 2 Druck

InnoForm 1 InnoForm 2
DIN Length DIN Length DIN Length DIN Length ANSI Length
ANSI Shank DIN Shank ANSI Shank DIN Shank ANSI Shank
Page
m 170 - 174 170 - 174 175
(UNF 176 - 180 176- 180 181
_ 182 - 187 182 - 187 188
_ 190 - 191 190 - 191
Page
-
R —
Tapping Fluid l_i Y 131
=N o

Special Shank Extensions 132 - 140

EF-Drill C — Chamfer Drills 90° E 412

™



Roll Form Taps with Internal Coolant Supply

BELEE.

Druck VHM-Druck

InnoForm InnoForm InnoForm InnoForm InnoForm
STEEL-SN STEEL STEEL-M-SN-IKZ  STEEL-M/E-SN-IKZ ~ STEEL-H-SN-IKZ  STEEL-H/E-SN-IKZ VA/E-SN-IKZ
IKZ-TIN SN-IKZ PM-TIN-66 PM-TIN-66 PM-TICN-67 PM-TICN-67 PM-TIN-T26
Page
170 171 171 17 171 172
176 177 177 177 177
182 183 183 183 183
190 190 191
InnoForm InnoForm InnoForm Druck InnoForm InnoForm VHM-InnoForm
GAL-SN-IKZ GAL/E-SN-IKZ H-SN-IKZ Z-SN-IKZ Z-SN-IKZ Z/E-SN-IKZ Z-SN-IKZ
PM-TICN PM-TICN PM-TIN-T26 PM-TIN-T1 PM-TIN-80 PM-TIN-80 TIN-80
Page
173 173 173 174 174 174
178 179 179 179 180 180
185 185 185 185 186 186
191
192
Druck Druck VHM-Druck
Z-SN-IKZN GAL-SPEED/E-SN  GAL-SPEED/E-SN
PM-TIN-T1 IKZN-TICN IKZN-TICN
oI
Page
173
179
187 187
191 191

EMUGE

-

InnoForm InnoForm
AL-SN-IKZ AL/E-SN-IKZ
PM-GLT-8 PM-GLT-8
172
178
184 184

VHM-InnoForm
Z/E-SN-IKZ
TIN-80

174
180
186

IKZN
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£
Please note:
The circumferential speeds (v in SFM) listed in the respective Druck Druck
columns are standard values which have to be adjusted to STEEL STEEL
individual work conditions (material, lubrication, machine etc.). NT TIN
vaA A C/23 C/2-3
PR max. 3 x d
The suitability is marked as follows: Thread Depth 1
- Preferred suitable roll form tap and Hole Type HH
- Suitable roll form tap UNC
UNF
UNEF, UN-8
mw = DIN form / threads (Lead taper length) M 182 182
MF 190
NPSM/NPSC
NPSF
Rp (BSPP)
G 192
NPT
NPTF
Application — Material Hardness Range Material Examples g%I(BSPT)
HRC BHN N/mm?2 SELF-LOCK 197
Steel materials
Cold-extrusion steels,
1.1 | Construction steels, <180 <600 107071018 /1020 [ 12147 49-148 66 - 262
Free-cutting steels, etc.
Construction steels, i
2.1 | Cementation steels, <2 <235 <800 ASB/T1 | 1080-1055 14140/ 33-131 66 - 197
Steel castings, etc.
Cementation steels,
Pl 31 | ieat reatable stesis, <31 <295 <1000 414014310 8620 P29 H13] 1682 33131
Cold work steels, etc.
Heat-treatable steels,
4.1 | Cold work steels, <38 <355 <1200 A0 A3t 820 | P20 s
Nitriding steels, etc.
High-alloyed steels,
5.1 |Cold work steels, <44 <415 <1400 414074340 18020 | P20 I HI3 |
Hot work steels, etc.
Stainless steel materials
1.1 [Ferritic, martensitic <29 <280 <950 410/440/440C/17-4 PH 33-822
M [ 2.1 [Austenitic <29 <280 <950 303/304/316/316L /321 33-82 2
3.1 [Austenitic-ferritic (Duplex) <35 <325 <1100
4.1 |Austenitic-ferritic heat-resistant (Super Duplex) <39 <370 <1250
Cast materials
. . ) 30- 75 100 - 250 Grey cast irons G10-GG40
1 Cast iron with lamellar graphite (GJL) 757135 250450
K “5—{ Cast iron with nodular graphite (GJS) 1?8 - ;gg ggg - 388 Nodular GGG40-GGG70
R . . . 90 - 120 300 - 400
Cast iron with vermicular graphite (GJV) 190 =750 400500 Compact graphite iron (CGl
. 70-145 250 - 500
Malleable cast iron (GTMW, GTMB) 150-235 500 - 800 White Tron
Non ferrous materials
Aluminum alloys
Al <60 <200 7075
.2__|Aluminum wrought alloys <105 <350 6061-T6 / 2024-T4
.3 <165 <550
Aluminum cast alloys Si < 7% 66 - 197
.5 [Aluminum cast alloys 7% < Si < 12% 66 - 197
Aluminum cast alloys 12% < Si < 17%
Copper alloys
.1__|Pure copper, low-alloyed copper =120 <400 66 - 131
. Copper-zinc alloys (brass, long-chipping) <165 <550 131 - 262
p Copper-zinc alloys (brass, short-chipping) <165 <550
I Copper-aluminum alloys (alu bronze, long-chipping) <235 < 800
.5 [ Copper-tin alloys (tin bronze, long-chipping) <205 <700
N 0 Copper-tin alloys (tin bronze, short-chipping) <120 <400
.7 : <180 <600
8 Special copper alloys YV =5 = 7400
Magnesium alloys
[ 3.1 [Magnesium wrought alloys <150 <500
|32 [Magnesium cast alloys <150 <500
Synthetics
Duroplastics (short-chipping)
Thermoplastics (long-chipping)
4. Fibre-reinforced synthetics (fibre content < 30%)
Fibre-reinforced synthetics (fibre content > 30%)
Special materials
Graphite
Tungsten-copper alloys
Composite materials
Special materials
Titanium alloys
Pure titanium <135 <450 CP1/CP2
- <27 < 265 <900 6ALAV
; Titanium alloys =39 =370 =1250
S Nickel alloys, cobalt alloys and iron alloys
Pure nickel <180 <600
) <31 <29 <1000 Monel 500, 718 Inconel annealed
Nickel-base alloys <19 <475 <1600 718 Inconel
<31 <29 <1000
{5 Cobalt-base alloys =49 <475 =600 Faynes 25
0 Iron-base alloys <46 <445 <1500 Incoloy 925
Hard materials
1.1 44 - 50
H 12 50 - 55
1.3 |High strength steels, hardened steels, hard castings 55 - 60
14 60 - 63
15 63 - 66

1660 EYIN=T

2) Restricted application possibilities with emulsion
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Druck Druck Druck Druck Druck Druck VHM-Driick InnoForm InnoForm InnoForm InnoForm
STEEL-SN STEEL-SN STEEL-SN STEEL-SN STEEL/E-SN | STEEL/E-SN STEEL STEEL-M-SN | STEEL-M-SN | STEEL-M/E-SN | STEEL-H-SN
NT TIN TICN IKZ-TIN TIN TICN SN-IKZ PM-TIN-66 | IKZ-PM-TIN-66 | IKZ-PM-TIN-66 | PM-TICN-67
c/2-3 c/2-3 c/2-3 c/2-3 E/15-2 E/15-2 C/2-3 C/2-3 C/2-3 E/15-2 C/2-3 YW
max. 3 x dy max. 3 x dy max. 3 x dy max. 3 x dy max. 3 x dy max. 3 x dy max. 3 x dy
Thread Depth
and Hole Type
1) 1) 1)
170 170,175 170 170 170 171 171 171 171 UNC
176 176,181 176 176 176 177 177 177 177 UNF
UNEF, UN-8
182 182,188 182 183 183 183 183 ]
190 190 190 190 191 MF
NPSM/NPSC
NPSF
Rp (BSPP)
192 G
NPT
NPTF
Rc (BSPT)
193,194 STl
197 195,196 SELF-LOCK
49-148 66 - 262 66 - 262 66 - 262 66 - 262 66 - 262 66 - 262 66 - 262 66 - 262
33-131 66-197 66-197 66-197 66-197 66 - 197 33-131 66 - 197 66 - 197 66 - 197
16 - 82 33- 131 33- 131 33- 131 33- 131 33-131 16 - 82 33-131 33-131 33-131 33-131
7-66 33-98 33-98 33-98 33-98
33-66
33-82 2 33-82 2 33-82 2 33-82 2 33-82 2 Nl
33-82 2 33-82 2 33-82 2 33-82 2 33-82 2 21 |M
3.1
41
66 - 197 66 - 197 66 - 197 66 - 197
j——
=
——
==
==
=
66 - 197 66-197 66 - 197 66 - 197 66 - 197 66 - 197 —
66-197 66-197 66 -197 66-197 66 -197 66-197
66 - 131 66 - 131 66 - 131 66 - 131 66 - 131
131- 262 131-262 131-262 131 - 262 131 - 262
< H
4
Circumferential speed v in SFM — Preferred suitable roll form tap 1) Threading in through holes is possible only with external cooling/lubrication % 167

Circumferential speed v, in SFM — Suitable roll form tap 2) Restricted application possibilities with emulsion



EMUGE EMUGE EMUGE EMUGE EMUGE
TST7TEFL_ va___ AL GAL Y o f—
InnoForm InnoForm InnoForm InnoForm InnoForm InnoForm InnoForm InnoForm InnoForm InnoForm InnoForm InnoForm
STEEL-H-SN STEEL-H/E-SN VA/E-SN VA/E-SN-IKZ AL-SN AL-SN-IKZ | AL/E-SN-IKZ GAL-SN GAL-SN-IKZ | GAL/E-SN-IKZ H-SN H-SN-IKZ
IKZ-PM-TICN-67 | IKZ-PM-TICN-67 | PM-TIN-T26 | PM-TIN-T26 PM-GLT-8 PM-GLT-8 PM-GLT-8 PM-TICN PM-TICN PM-TICN PM-TIN-T26 | PM-TIN-T26
AR C/2-3 C/2-3 E/1.5-2 E/1.5-2 C/2-3 C/2-3 E/1.5-2 C/2-3 C/2-3 E/1.5-2 C/2-3 C/2-3
max. 3 x dy max. 3 x dy max. 3 x dy max. 3 x dy max. 3 x dy max. 3 x dy max. 3 x dy max. 3 x dy max. 3 x dy
Thread Depth
and Hole Type
1) 1) 1) 1) 1)
UNC 17 17 171 172 172 172 173 173 173
UNF 177 177 177 178 178 178 178 179
UNEF, UN-8
M 183 183 183 184 184 184 184 185 185 185 185
MF 191
NPSM/NPSC
NPSF
Rp (BSPP)
G
NPT
NPTF
Rc (BSPT)
STI
SELF-LOCK
1.1 66 - 262 66 - 262
21 66 - 197 66 - 197 66 - 197 66 - 197
P 3.1 33-131 33-131 33-131 33-131 33-131 33-131
4.1 33-98 33-98 33-98 33-98 33-98 33-98
5.1 33-66 33 - 66 16 - 66 16 - 66
1.1 33-82 2 33-82 2
M[ 21 33-822 | 33-822
3.1 16-66 2 6-66 2
4.1
K 66 - 197 66 - 197 66 - 197 66 - 197
Al 66 - 66 - 66 -
2 66 - 66 - 66 -
.3 66 - 66 - 66 -
66 - 197 66 - 197 66 - 197 66 - 197 66 - 197 66 - 197
.5 66 - 197 66 - 197 66 - 197
66 - 131 66 - 131 66 - 131
X 66 - 131 66 - 131 66 - 131
k 131 - 262 131 - 262 131 - 262
5
N[ 2
7
.8
[ 31
[ 32
4.
S
1.1
1.2
H 1.3
1.4
15

% EE

1) Threading in through holes is possible only with external cooling/Iubrication
2) Restricted application possibilities with emulsion




EMUGE EMUGE
P “SPEFD_
Druck Druck Druck InnoForm InnoForm InnoForm InnoForm VHM-InnoForm | VHM-InnoForm Druck VHM-Druck
Z-SN Z-SN-IKZ Z-SN-IKZN Z-SN Z-SN-IKZ Z/E-SN Z/E-SN-IKZ Z-SN-IKZ Z/E-SN-IKZ GAL-SPEED/E | GAL-SPEED/E
PM-TIN-T1 PM-TIN-T1 PM-TIN-T1 PM-TIN-80 PM-TIN-80 PM-TIN-80 PM-TIN-80 TIN-80 TIN-80 SN-IKZN-TICN | SN-IKZN-TICN
C/2-3 C/2-3 C/2-3 C/2-3 C/2-3 E/1.5-2 E/1.5-2 C/2-3 E/1.5-2 E/1.5-2 E/1.5-2 YW
max. 3 x dy max. 3 x dy max. 3 x dy max. 3 x dy max. 3 x dy max. 3 x dy max. 3 x dy
Thread Depth
and Hole Type
1) 1) 1)
173 173 173 173 174 174 174 174 174 UNC
179 179 179 179 179 179 180 180 180 UNF
UNEF, UN-8
185 185 186 186 186 187 187 M
191 191 191 191 MF
NPSM/NPSC
NPSF
Rp (BSPP)
192 192 G
NPT
NPTF
Rc (BSPT)
STI
SELF-LOCK
66 - 262 66 - 262 66 - 262 66 - 262 66 - 262 66 - 262 66 - 262 1.1
66 - 197 66 - 197 66 - 197 66 - 197 66 - 197 66 - 197 66 - 197 66 - 197 66 - 197 2.1
33-131 33-131 33-131 33-131 33-131 33-131 33-131 33-131 33-131 3.1 P
33-98 33-98 33-98 33-98 33-98 33-98 33-98 33-98 33-98 4.1
16 - 66 16 - 66 16 - 66 16 - 66 16 - 66 16 - 66 5.1
33-822 33-822 33-822 33-822 33-82 2 33-82 2 33-82 2 1.1
33-822 33-822 33-822 33-82 2 33-82 2 33-82 2 33-82 2 2.1 M
16-66 2 16-66 2 16-66 2 16-66 2 16-66 2 16-66 2 16-66 2 21
66 - 197 66 - 197 66 - 197 66 - 197 66 - 197 66 - 197 66 - 197 K
3.
il
2
66 - 262 66 - 262 66 - 262 131 - 525 y
66 - 262 66 - 262 66 - 262 131 - 525 .5
66 - 131 66 - 131 66 - 131 66 - 131 66 - 131 66 - 131 66 - 131 Al
131 - 262 131 - 262 131 - 262 131 - 262 131 - 262 131 - 262 131 - 262 .2
66 - 131 66 - 131 66 - 131 66 - 131 66 - 131 66 - 131 66 - 131 66 - 131 66 - 131 :N
66 - 131 66 - 131 66 - 131 66 - 131 66 - 131 66 - 131 66 - 131 66 - 131 66 - 131 .5 N
8
31 |
32 |
4.1
4.2
43
44
1
.2
13
6-66 2 6-66 2 6-66 2 6-66 2 6-66 2 6-66 2 6-66 2 ol
6-49 2 6-49 2 6-49 2 6-49 2 6-49 2 6-49 2 6-49 2 .2
6-332 6-332 6-332 6-332 6-332 6-332 6-332 .3
16-49 2 16-49 2 16-49 2 16-33 2 16-33 2 16-33 2 16-33 2 .1 S
16-33 2 16-33 2 16-33 2 16-33 2 16-33 2 16-33 2 16-33 2 2
16-33 2 16-33 2 16-33 2 16-33 2 16-33 2 16-33 2 16-33 2 Y
1
2 H
Circumferential speed v, in SFM - Preferred suitable roll form tap 1) Threading in through holes is possible only with external cooling/Iubrication 169

Circumferential speed v, in SFM — Suitable roll form tap 2) Restricted application possibilities with emulsion



Roll Form Taps HSS Extra
EMUGE

STEEL
DIN Length - ANSI Shank Steel
Overall length acc. to DIN 2174 Materials

[
| g * g * 4 4
- ' ; ; ; ;
il' il' | ]
= st L' | Reinforced Shank
= = 1 (No.d-3s)
[
Io O
s — I -3 L Reduced Shank 1
— (716 - 1)
Class of Fit 2BX | 2BX | 2BX | 2BX | 2BX

Coating NT N | TN | TN | TICN

60° :
u N c W Cutting Material | HSSExtra | | HSSExtra | | HSSExtra | | HSSExtra | |  HSSExtra |

Technical Characteristics

Unified C Thread z??f’” c/2-3 | c/2-3 | C/2-3 | E/15-2 | E/15-2
nitied Goarse Inrea
0/P E/O/P E/O E/O/P E/0/P
ASME B1.1 & - - - -
Thread Depth max. 3 x d4 max. 3 x d4 max. 3 x d4
and Hole Shape T T T
L L L
- ) —— -
Applications — Material | P (4181 1 | P 11831 | | P131 | P11381 | | P 1131
11212 | 11212 | 11212 | 11212
N 145212 | N 145212 | N 145212 | N 14-521-2
Reinforced Shank Tool Identification | BU921000 BU921400 BW921400 BU931400 BU939000
!m Druck Druck Druck Druck Druck
Nominal TPL inch Dimens. | 1-STEEL-SN 1-STEEL-SN 1-STEEL-SN | 1-STEEL/E-SN | 1-STEEL/E-SN
i ’ b '",‘3’ o O | 4 ID NT TIN IKZ-TIN TIN TICN
0dy
No. 1 64 1772 0276 0472 0.141 0.110 | 0.0669 | .5000
No. 2 56 1772 0276 0472 0141 0.110 |0.0787 | .5001 ° ° °
No. 3 48 1969 0.354 0551 0.141 0.110 | 0.0906 | .5002 )
No. 4 40 2205 0433 0709 0.141 0.110 | 0.1004 | .5003 ° ° ° °
No. 5 40 2205 0433 0709 0.141 0.110 | 0.1142 | .5004 ) °
No. 6 32 2205 0472 0787 0.141 0.110 | 0.1240 | .5005 [ ° ° °
No. 8 32 2480 0512 0.827 0.168 0.131 |0.1496 | .5006 ) ° ° °
No.10 24 2756 0591 0984 0194 0.152 | 01713 | .5007 ° ° ° °
No.12 24 3150 0.630 1.142 0.220 0.165 |[0.1969 | .5008 ° °
1/4 20 3.150 0.669 1.181 0.255 0.191 | 0.2264 | .5009 ° ° ° ° °
5/16 18 3.543 0.787 1378 0.318 0.238 |0.2874 | .5010 ° ° ° ° °
3/8 16 3.937 0.866 1.535 0.381 0.286 | 0.3465| .5011 [ ° ° o °
Tool Identification | CU921000 CU921400 CW921400
Reduced Shank !H Druck Druck Druck
Nominal TPl inch Dimens. | 2-STEEL-SN 2-STEEL-SN 2-STEEL-SN
Size I Iy Iy odp O 2 ID NT TIN IKZ-TIN
0dy
16 14 3.937 0.866 — 0.323 0.242 | 0.4035| .5012 ° ° °
/2 13 4331 0.984 — 0.367 0.275 | 0.4646 | .5013 ° ° °
916 12 4331 1.024 — 0429 0.322 | 05236 | .5014 )
5/8 11 4331 1.063 — 0.480 0.360 |0.5827 | .5015 ° ° °
3/4 10 4921 1.181 — 0.590 0.442 | 0.7028 | .5016 [ ° °
/8 9 5512  1.260 — 0.697 0.523 |0.8228 | .5017 ° ° °
1 8 6.299 1.417 — 0.800 _0.600 | 0.9409 | .5018 o °
ﬂ We recommend a smaller preparatory diameter by 0.002 in for difficult to form materials (such as aluminum cast alloys) for P = 24 T.P.. and coarser threads.
-.Jl For further information regarding the recommended preparatory diameters, see page 208 - 209.
170 EXNEES 1) Cold-forming in through holes is possible only with external cooling/Iubrication Ordering Example: BU921000.5001

2) Restricted application possibilities with emulsion



Roll Form Taps

wsse-rm  A=NALIGE

STEEL
Steel Stainless steel
E MateEs materials
= ol = ~ I
iy iy .
: : : : 3
b L I I
] ] ] ]
a ¥ [ [ a | [ S [ e i
= | - - - | - - L |
e = = 2 = = e
] I n n ] n ] n I n |
. o e ] s | s | ] .
3) 3) 3) 3) 3)
2BX 2BX 2BX 2BX 2BX 2BX 2BX Class of Fit
TIN-66 TIN-66 TIN-66 TICN-67 TICN-67 TICN-67 TIN-T26 | | Coating
HSSE-PM | HSSE-PM | HSSE-PM | HSSE-PM | HSSE-PM | HSSE-PM | HSSE-PM Cutting Material
Technical Characteristics
C/2-3 c/23 || | E/152 | C/2-3 C/2-3 E/15-2 | E/152 | | o2 YV
E/Q/P E/0 | E/OQ E/Q/P E/0 | E/Q E/Q/P ‘}
max. 3 x d4 max. 3 x dy max. 3 x d4 max. 3 x d4 max. 3 x d4 Thread Depth
T T T T T and Hole Shape
L L | L L L
- 1) —— = 1) —— -
P 1141 P 1141 | P 1141 P 3151 | P 3151 P 3151 P 1141 Applications — Material
K21 K (21 K21 K 21 )| K21 K 21 1.1-312
BU377F00 BU387F00 BU447F00 BU376F00 BU386F00 BU446F00 BU396A00 Tool Identification
InnoForm InnoForm InnoForm InnoForm InnoForm InnoForm InnoForm
1-STEEL-M 1-STEEL-M 1-STEEL-M/E 1-STEEL-H 1-STEEL-H 1-STEEL-H/E 1-VA/E-SN Dimens. Nominal TPl
SN-PM SN-IKZ-PM SN-IKZ-PM SN-PM SN-IKZ-PM SN-IKZ-PM PM-TIN-T26 ID Size
TIN-66 TIN-66 TIN-66 TICN-67 TICN-67 TICN-67 0 dy
.5000 No. 1 64
° .5001 No. 2 56
° ° .5002 No. 3 48
° ° ° .5003 No. 4 40
° ) .5004 No. 5 40
° ° ° .5005 No. 6 32
° ° ° .5006 No. 8 32
° ° ° .5007 No. 10 24
° ° ° ° 5008 No. 12 24
° ° ° ° ° ° ° .5009 1/4 20
° ° ° ° ° ° .5010 5/16 18
° ° ° ® ° ® ° 5011 3/8 16
CU377F00 CU387F00 CU376F00 CU386F00 CU446F00 CU396A00 Tool Identification
InnoForm InnoForm InnoForm InnoForm InnoForm InnoForm
2-STEEL-M 2-STEEL-M 2-STEEL-H 2-STEEL-H 2-STEEL-H 2-VA/E-SN Dimens. Nominal  TPL
SN-PM SN-IKZ-PM SN-PM SN-IKZ-PM SN-IKZ-PM PM-TIN-T26 ID Size
TIN-66 TIN-66 TICN-67 TICN-67 TICN-67 0 dq
° ° ° ° ° 5012 16 14
° ° ° ° ° ° 5013 1/2 13
° ° ° ° ° 5014 916 12
° ° ° ° ° ° .5015 5/8 11
° ° ° ° ° ° .5016 3/4 10
° ° ° ° ° 5017 I8 9
° ® ° ° ° .5018 1 8
1) Cold-forming in through holes is possible only with external cooling/lubrication
2) Restricted application possibilities with emulsion
3) Patent pending
@ = In stock V=S 171
= Allow 7 days for delivery [FRANKEN]|



EMUEE Roll Form Taps HSSE-PM

VA AL
DIN Length - ANSI Shank Stainless steel Aluminum
Overall length acc. to DIN 2174 materials Wrought Alloys
i
I3 = ! = =)
=
: - “ ] "
= st L' | Reinforced Shank
= b [ 1 (No.1-3/)
[
Io O
s — I -3 L Reduced Shank
— (716 - 1)
o0 Class of Fit 2BX 2BX 2BX
Coating TIN-T26 GLT-8 GLT-8
Cutting Material HSSE-PM HSSE-PM HSSE-PM
Technical Characteristics
T T oYYV | El152 C/2-3 E/15-2
nitieda Goarse Inrea ‘> E/0 £/0/P £/0
ASME B1.1
Thread Depth max. 3 x dy max. 3 x dy max. 3 x dy
and Hole Shape T T T
L L | L
1) —— — ) ——
Applications — Material | P [1.1-41 N 1.1-421-2 | N 1.1-4,21-2
11-312
. Tool Identification | BU446A00 BU37Y700 BU44Y700
Reinforced Shank ﬂ InnoForm InnoForm InnoForm
Nominal TPI. inch Dimens. 1-VA/E-SN 1-AL-SN-PM 1-AL/E-SN
Size I I Iy o dp O 2 ID IKZ-PM GLT-8 IKZ-PM
o d TIN-T26 GLT-8
No. 1 64 1772 0157 0472 0.141 0.110 | 0.0669 | .5000
No. 2 56 1772 0177 0472 0141 0110 |0.0787 | .5001 °
No. 3 48 1969 0.197 0551 0.141 0.110 | 0.0906 | .5002 °
No. 4 40 2205 0.236 0.709 0.141 0.110 | 0.1004 | .5003 °
No. 5 40 2205 0276 0.709 0.141 0.110 | 0.1142 | .5004 °
No. 6 32 2205 0.276 0.787 0.141 0.110 | 0.1240 | .5005 °
No. 8 32 2480 0315 0.827 0.168 0.131 | 0.1496 | .5006 °
No.10 24 2.756 0394 0.984 0194 0.152 | 01713 | .5007 ° ° )
No.12 24 3150 0.394 1.142 0.220 0.165 |0.1969 | .5008
1/4 20 3150 0.512 1181 0.255 0.191 | 0.2264 | .5009 ° ° °
5/16 18 3.543 0,551 1.378 0.318 0.238 | 0.2874 | .5010 ° ° °
3/8 16 3.937 0.630 1.535 0.381 0.286 | 0.3465| .5011 [ o o
Tool Identification | CU446A00 CU37Y700 CU44Y700
Reduced Shank ﬂ InnoForm InnoForm InnoForm
Nominal TPL inch Dimens. 2-VA/E-SN 1-AL-SN-PM 1-AL/E-SN
iy WL ed, O D IKZ-PM GLT-8 IKZ-PM
o dy 4 TIN-T26 GLT-8
6 14 3.937 0.709 — 0.323 0.242 | 0.4035| .5012 ° ° °
/2 13 4331  0.787 — 0.367 0.275 | 0.4646 | .5013 ° ° °
916 12 4331  0.787 — 0429 0.322 | 05236 | .5014
5/8 11 4331 0.866 — 0.480 0.360 | 0.5827 | .5015 ) ° °
3/4 10 4921 0.984 — 0.590 0.442 | 0.7028 | .5016 ° ° °
/8 9 5512  1.063 — 0.697 0.523 |0.8228 | .5017 °
1 8 6.299 1.181 — 0.800 _0.600 | 0.9409 | .5018
ﬂ We recommend a smaller preparatory diameter by 0.002 in for difficult to form materials (such as aluminum cast alloys) for P = 24 T.P.l. and coarser threads.
» For further information regarding the recommended preparatory diameters, see page 208 - 209.
172 EYRES 1) Cold-forming in through holes is possible only with external cooling/Iubrication Ordering Example: BU446A00.5007

2) Restricted application possibilities with emulsion



Roll Form Taps

wsse-rm  A=NALIGE

GAL Z
Aluminum CNC-Controlled
Cast Alloys Machines
-] ny y x
o v i
3 g 3§
| | |
2BX 2BX 2BX 2BX 2BX 2BX 2BX Class of Fit
TICN | TICN TICN | TIN-T1 TIN-T1 TIN-T1 TIN-80 Coating
HSSE-PM | HSSE-PM | HSSE-PM | HSSE-PM HSSE-PM HSSE-PM HSSE-PM Cutting Material
Technical Characteristics
C/2-3 c/23 || | E/152 | C/2-3 C/2-3 C/2-3 C/2-3 A4 0
E/Q/P E/OQ E/OQ E/OQ/P E/Q E/Q E/Q/P ‘}
max. 3 x d4 max. 3 x dy max. 3 x d4 max. 3 x dy max. 3 x dy max. 3 x dy Thread Depth
T T T T T T and Hole Shape
L] L] L] L | L | L]
- 1) —— 1) —— = 1) —— -
N 1.4-6 1| N146 1| N1.4-6 P 1141 | P1141 | P1141 | P 1151 Applications — Material
1.1-312 11-312 | 11-312 1.1-312
K 21 K21 ]| K21 K21 )
N 212,245 | N 21-2245 | N 212,245 | N 212,245
S 11222 S 11222 | S 11222 | S 11222
S 242 S 242 1| S 242 1| S (242
BU370200 BU380200 BU440200 BU92F000 BW92F000 BW10F000 BU37Z700 Tool Identification
InnoForm InnoForm InnoForm Druck Druck Druck InnoForm
1-GAL-SN 1-GAL-SN 1-GAL/E-SN 1-Z-SN 1-Z-SN-IKZ 1-Z-SN-IKZN 1-Z-SN-PM Dimens. Nominal TPl
PM-TICN IKZ-PM-TICN | IKZ-PM-TICN PM-TIN-T1 PM-TIN-T1 PM-TIN-T1 TIN-80 ID Size
0 dy
.5000 No. 1 64
° .5001 No. 2 56
° .5002 No. 3 48
° ° ° .5003 No. 4 40
° ° ° .5004 No. 5 40
° ° ° .5005 No. 6 32
° ° o .5006 No. 8 32
° ) ) ° ° ° [ 5007 No.10 24
.5008 No.12 24
° ° ° ° ° ° ° .5009 1/4 20
° ° ° ° ° ° ° .5010 5/16 18
° ° ° ° ° ° ° 5011 3/8 16
CU370200 CU380200 CU440200 CU92F000 CW92F000 CW10F000 CU372700 Tool Identification
InnoForm InnoForm InnoForm Druck Druck Druck InnoForm
2-GAL-SN 2-GAL-SN 2-GAL/E-SN 2-Z-SN 2-Z-SN-IKZ 2-Z-SN-IKZN 2-Z-SN-PM Dimens. Nominal T.PL
PM-TICN IKZ-PM-TICN | IKZ-PM-TICN PM-TIN-T1 PM-TIN-T1 PM-TIN-T1 TIN-80 ID Size
0 dq
° ° ° ° ° ° ° 5012 16 14
° ° ° ° ° ° ° 5013 1/2 13
° ° ° ° 5014 916 12
° ° ° ° ° ° ° 5015 5/8 11
° ° ° ° ° ° ° .5016 3/4 10
5017 I8 9
.5018 1 8
1) Cold-forming in through holes is possible only with external cooling/lubrication
2) Restricted application possibilities with emulsion
@ = In stock =V= 173
[FRANKEN|

= Allow 7 days for delivery




E M UE E Roll Form Taps

HSSE-PM, Carbide

4
DIN Length - ANSI Shank CNC-Controlled
Overall length acc. to DIN 2174 Machines
i
I3 b b b
lo O
= st L' | Reinforced Shank
= = [ 1 (No.1-3/)
[
Io O
s — I -3 L Reduced Shank
— (716 - 1)
o0 Class of Fit 2BX 2BX 2BX 2BX 2BX
Coating TIN-80 TIN-80 TIN-80 TIN-80 TIN-80
Cutting Material HSSE-PM HSSE-PM HSSE-PM Carbide Carbide
Technical Characteristics
T T YV C/2-3 E/15-2 E/15-2 C/2-3 E/15-2
nitied Goarse Inrea
E/O E/O/P E/O E/O E/O
ASME B1.1 &
Thread Depth max. 3 x d4 max. 3 x d4 max. 3 x d4
and Hole Shape T T T
L L L
1) = . 1) ——
Applications — Material | P [1.1-5:1 P 1.1-51 P 1151 P 2151 P 2151
1.1-312 11312 11-312 N 14-524-5 | N 14-524-5
K (21 K (21 K21
N 21-2,24-5 N 21-2,24-5 N 21-2,24-5
S 11222 S 11222 S 11222
S 242 S 1242 S 242
Reinforced Shank Tool Identification | BU38Z700 BU39Z700 BU44Z700 BU38Z800 BU44Z800
] InnoForm InnoForm InnoForm VHM VHM
Nominal TPl inch Dimens. 1-Z-SN-IKZ 1-Z/E-SN 1-Z/E-SN-IKZ InnoForm InnoForm
Size I I Iy odp O ID PM-TIN-80 PM-TIN-80 PM-TIN-80 1-Z-SN-1KZ 1-Z/E-SN-1KZ
o dy 4 TIN-80 TIN-80
No. 1 64 1772 0157 0472 0.141 0.110 | 0.0669 | .5000
No. 2 56 1772 0177 0472 0141 0110 |0.0787 | .5001
No. 3 48 1969 0.197 0551 0.141 0.110 | 0.0906 | .5002
No. 4 40 2205 0236 0709 0.141 0.110 | 0.1004 | .5003 °
No. 5 40 2205 0276 0.709 0.141 0.110 | 0.1142 | .5004 °
No. 6 32 2205 0.276 0.787 0.141 0.110 | 0.1240 | .5005 °
No. 8 32 2480 0.315 0.827 0.168 0.131 |0.1496 | .5006 °
No.10 24 2.756 0394 0984 0194 0.152 | 01713 | .5007 ° ° ° ° °
No.12 24 3150 0.394 1142 0.220 0.165 |[0.1969 | .5008
1/4 20 3150 0.512 1181 0.255 0.191 | 0.2264 | .5009 ° ° ° ° °
5/16 18 3.543 0,551 1.378 0.318 0.238 | 0.2874 | .5010 ° ° ° ° °
3/8 16 3.937 0.630 1.535 0.381 0.286 | 0.3465| .5011 ° [ ° ° °
Tool Identification | CU38Z700 CU39Z700 CU442700
Reduced Shank ﬂ InnoForm InnoForm InnoForm
Nominal T.PL inch Dimens. 2-Z-SN-IKZ 2-Z/E-SN 2-Z/E-SN-IKZ
Size I Iy Iy o dp O 2 ID PM-TIN-80 PM-TIN-80 PM-TIN-80
0dy
6 14 3.937 0.709 — 0.323 0.242 | 0.4035| .5012 ) ° °
/2 13 4331 0.787 — 0.367 0.275 | 0.4646 | .5013 ° ° °
916 12 4331 0.787 — 0429 0.322 | 05236 | .5014 ) ° °
5/8 11 4.331  0.866 — 0.480 0.360 | 0.5827 | .5015 ° ° °
3/4 10 4921  0.984 — 0.590 0.442 | 0.7028 | .5016 ) ° °
/8 9 5512  1.063 — 0.697 0.523 | 0.8228 | .5017 °
1 8 6.299 1.181 — 0.800 _0.600 | 0.9409 | .5018 °
ﬂ We recommend a smaller preparatory diameter by 0.002 in for difficult to form materials (such as aluminum cast alloys) for P = 24 T.P.l. and coarser threads.
» For further information regarding the recommended preparatory diameters, see page 208 - 209.
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EMUGE
[FRANKEN| 2) Restricted application possibilities with emulsion

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

Ordering Example: BU38Z700.5007



Roll Form Taps HSS Extra E M UG E

ANSI Length - ANSI Shank STEEL

Materials

I3
I O
4 EI, | L] Reinforced Shank
= 1 (No4-3s)
I
lo o
1lsl 1 sF T ReducedShank

= _— = [ | (16-3/4)

Class of Fit 2BX J
Coating TIN J

60°
W Cutting Material HSS Extra |
Technical Characteristics

- A% 0 C/2-3 |
Unified Coarse Thread " ? T0/P |
ASME B1.1 —

Thread Depth max. 3 x dy
and Hole Shape T
L
Applications — Material | P 1131
11212
N 1.4-521-2
Tool Identification| AU921400
] ) Druck
Nominal TPI. inch if| | Dimens. | STEEL-SN

Size l4 I Is 0d; O J 1D TIN
ody
No. 4 40 [17/8 1.88 [ 0.433 0.709 0.141 0.110 | 0.1004 | .5003 °
No. 5 40 |11516 1.94 | 0433 0.709 0.141 0.110 [ 0.1142 | .5004 °
No. 6 32 |2 2.00 | 0.472 0.748 0.141 0.110 | 0.1240 | .5005 )

No. 8 32 |28 213 | 0512 0.827 0.168 0.131 [ 0.1496 | .5006 °
No. 10 24 |238 238 | 0591 0.945 0.194 0.152 [ 0.1713 | .5007

1/4 20 |21/2 250 |0.669 1.142 0.255 0.191 [ 0.2264 | .5009 °
5/16 18 |223/32 272 [0.787 1.299 0.318 0.238 | 0.2874 | .5010 )

3/8 16 [21516 294 | 0.866 1.378 0.381 0.286 | 0.3465 | .5011 °
6 14 3532 316 [0.866 — 0.323 0.242 |0.4035 | .5012 °
1/2 13 [33/8 338 ({0984 — 0367 0.275|0.4646| .5013 °
916 12 [319/32 359 [1.024 — 0429 0.322 05236 | .5014 °
5/8 11 |313/16 3.81 [1.063 — 0480 0.360|0.5827 | .5015 °
3/4 10 [41/4 425 [1181 — 0590 0.442|0.7028 | 5016 [

2) Restricted application possibilities with emulsion
'M We recommend a smaller preparatory diameter by 0.002 in for difficult to form materials (such as aluminum cast alloys) for P = 24 T.P.l. and coarser threads.

For further information regarding the recommended preparatory diameters, see page 208 - 209.

4

DIN Length - ANSI Shank .
All ANSI Length - ANSI Shank taps are available

in the popular DIN Length - ANSI Shank style.

The DIN Length - ANSI Shank configuration allows
for added reach capabilities and greater chip clearance.

EMUCE
.
“RTEEL
- -

@ = In stock EMUGE IRV
* = Allow 7 days for delivery [FRANKEN]



E M UE E Roll Form Taps

DIN Length - ANSI Shank
Overall length acc. to DIN 2174

STEEL
Steel
Materials

HSS Extra

SHTEEY
SHTEEY

= ot [ 1 Reinforced Shank
= = [ 1 (No.0-3/s)
[
2 0
s — I -3 L Reduced Shank
— (7116 - 7/8)
o0 Class of Fit 2BX 2BX 2BX 28X | 2BX
Coating NT J TIN ] TIN TIN ] TICN
Cutting Material HSS Extra | HSS Extra | HSS Extra HSS Extra | HSS Extra
Technical Characteristics
e T YV C/2-3 C/2-3 | C/2-3 E/152 || E/152
nitiea rine Inrea
0/P E/O/P E/O E/O/P E/O0/P
ASME B1.1 &
Thread Depth max. 3 x d4 max. 3 x d4 max. 3 x d4
and Hole Shape T T T
L L L
g y = L
Applications — Material | P (11831 1 | P 1181 | | P 1131 P1131 | | P1131
11-212 11212 11-212 11212
N 145212 | N 145212 | N 145212 | N 14-521-2
Reinforced Shank Tool Identification | BU921000 BU921400 BW921400 BU931400 BU939000
! !M Druck Druck Druck Druck Druck
Nominal  TPL inch Dimens. | 1-STEEL-SN | 1-STEEL-SN | 1-STEEL-SN | 1-STEEL/E-SN | 1-STEEL/E-SN
i WL ed, O L ® NT TIN IKZ-TIN TIN TICN
0dy
No. 0 80 1626 0236 0433 0.141 0.110 | 0.0551 | .5033 °
No. 1 72 1772 0276 0472 0141 0.110 | 0.0669 | .5034 °
No. 2 64 1772 0276 0472 0141 0.110 | 0.0795| .5035 °
No. 3 56 1969 0.354 0551 0.141 0.110 | 0.0913 | .5036 °
No. 4 48 2205 0433 0.709 0.141 0.110 | 0.1031 | .5037 ° °
No. 5 44 2205 0433 0709 0.141 0.110 | 0.1150 | .5038 ° °
No. 6 40 2205 0472 0.787 0.141 0.110 | 0.1268 .5039 ® )
No. 8 36 2480 0512 0.827 0.168 0.131 |0.1516 | .5040 ° °
No. 10 32 2756 0512 0.984 0.194 0.152 |0.1752 | .5041 ° ° ) ° °
No.12 28 3.150 0.630 1.142 0.220 0.165 | 0.2008 | .5042 ° °
1/4 28 3150 0.669 1.181 0.255 0.191 | 0.2343 | .5043 ° ° ) ° °
5/16 24 3.543 0.669 1.260 0.318 0.238 | 0.2933 | .5044 ° ° ° ° °
3/8 24 3.937 0709 1535 0.381 0.286 | 0.3563 | .5045 J [ ° ° °
Tool Identification | CU921000 CU921400
Reduced Shank : Druck Druck
Nominal TPI. inch J Dimens. 2-STEEL-SN 2-STEEL-SN
Size I Iy b ed, O | ID NT TIN
ody
e 20 3.937  0.866 — 0.323 0.242 | 0.4154 | .5046 ° °
1/2 20 3.937  0.866 — 0.367 0.275 | 0.4783 | .5047 ° °
916 18 3.937  0.866 — 0429 0.322 | 05374 | .5048 °
5/8 18 3.937  0.866 — 0.480 0.360 | 0.6004 | .5049 ° °
3/4 16 4331 0984 — 0.590 0.442 | 0.7224 | .5050 ° °
I8 14 4.921  1.024 — 0.697 0.523 10.8425| .5051 ° °
M We recommend a smaller preparatory diameter by 0.002 in for difficult to form materials (such as aluminum cast alloys) for P = 24 T.P.l. and coarser threads.
-.d'l For further information regarding the recommended preparatory diameters, see page 208 - 209.
176 EYRES 1) Cold-forming in through holes is possible only with external cooling/Iubrication Ordering Example: BU921000.5033

2) Restricted application possibilities with emulsion



Roll Form Taps

STEEL
Steel
Materials

Stainless steel
materials

wsse-rm  A=NALIGE

ny ~ o |
1 |
; E ; :
1 1 0
af [9 [N a T o a T [.9
= | - - - | - L | -
= = = = = = =
] I n n ] n I a | n
. 2 o L] By o] o
3) 3) 3)
2BX 2BX 2BX 2BX 2BX 2BX 2BX Class of Fit
TIN-66 TIN-66 TIN-66 TICN-67 TICN-67 TIN-T26 TIN-T26 Coating
HSSE-PM | HSSE-PM | HSSE-PM | HSSE-PM | HSSE-PM HSSE-PM HSSE-PM | | Cutting Material
Technical Characteristics
C/2-3 c/23 || | E/152 | C/2-3 C/2-3 E/152 ||  E/152 | | o2V
E/Q/P E/0 | E/OQ E/Q/P E/Q E/Q/P E/OQ ‘}
max. 3 x d4 max. 3 x dy max. 3 x d4 max. 3 x dy max. 3 x d4 max. 3 x d4 Thread Depth
T T T T T T and Hole Shape
L] L] L] L] L | L]
g ) = =g ) = g n =
P 1.1-41 P 1141 | P 1141 P 3151 | P 3151 P 1.1-41 P 1.1-41 Applications — Material
K 21 K (21 K 21 K (21 1| K21 1.1-312 11-312
BU377F00 BU387F00 BU447F00 BU376F00 BU386F00 BU396A00 BU446A00 Tool Identification
InnoForm InnoForm InnoForm InnoForm InnoForm InnoForm InnoForm
1-STEEL-M 1-STEEL-M 1-STEEL-M/E 1-STEEL-H 1-STEEL-H 1-VA/E-SN 1-VA/E-SN Dimens. Nominal T.PI.
SN-PM SN-IKZ-PM SN-IKZ-PM SN-PM SN-IKZ-PM PM-TIN-T26 IKZ-PM ID Size
TIN-66 TIN-66 TIN-66 TICN-67 TICN-67 TIN-T26 0 dq
.5033 No. O 80
.5034 No. 1 72
° .5035 No. 2 64
o .5036 No. 3 56
° .5037 No. 4 48
° .5038 No. 5 44
° .5039 No. 6 40
° .5040 No. 8 36
° ) ° ° ° ) ° .5041 No. 10 32
° .5042 No. 12 28
° ° ° ° ° ° ° .5043 1/4 28
[ ] [ ] [ ] [ ] [ ] [ ] [ ] 5044 5/16 24
° ° ° ° ° ° ° .5045 3/8 24
CU377F00 CU387F00 CU447F00 CU376F00 CU386F00 CU396A00 CU446A00 Tool Identification
InnoForm InnoForm InnoForm InnoForm InnoForm InnoForm InnoForm
2-STEEL-M 2-STEEL-M 2-STEEL-M/E 2-STEEL-H 2-STEEL-H 2-VA/E-SN 2-VA/E-SN Dimens. Nominal TPl
SN-PM SN-IKZ-PM SN-IKZ-PM SN-PM SN-IKZ-PM PM-TIN-T26 IKZ-PM ID Size
TIN-66 TIN-66 TIN-66 TICN-67 TICN-67 TIN-T26 od
° ° ° ° ° ° ° .5046 716 20
° ° ° ° ° ° ° .5047 1/2 20
° ° ° ° ° ° ° .5048 916 18
° ° ° ° ° ° ° .5049 5/g 18
° ° ° ° ° ° ° .5050 3/4 16
.5051 I8 14
1) Cold-forming in through holes is possible only with external cooling/lubrication
2) Restricted application possibilities with emulsion
3) Patent pending
@ = In stock =V=E 177
* = Allow 7 days for delivery [FRANKEN]




EMULUIGE ' roiformTaps HSSE-PM
GAL
DIN Length - ANSI Shank Aluminum Aluminum
Overall length acc. to DIN 2174 Wrought Alloys Gast Alloys
i
I3 H Ly L y Ny
R B 3
I
: : i | |
= st L' | Reinforced Shank
= = [ 1 (No.0-3/s)
[
Io O
s — I -3 L Reduced Shank
— (716 - 7/8)
o0 Class of Fit 2BX 2BX 2BX 2BX
Coating GLT-8 GLT-8 TICN TICN
Cutting Material HSSE-PM HSSE-PM HSSE-PM HSSE-PM
Technical Characteristics
e T YV C/2-3 E/15-2 C/2-3 C/2-3
nitiea rine Inrea
E/O/P E/O E/O/P E/O
ASME B1.1 &
Thread Depth max. 3 x d4 max. 3 x dy max. 3 x d4 max. 3 x dy
and Hole Shape T T T T
L L | L L
| 1) = s 1) =
Applications — Material | N (1.1-4,2.1-2 N 1.1-4,21-2 N 1.4-6 N 1.4-6
. Tool Identification | BU37Y700 BU44Y700 BU370200 BU380200
Reinforced Shank ﬂ InnoForm InnoForm InnoForm InnoForm
Nominal TP inch Dimens. | 1-AL-SN-PM 1-AL/E-SN 1-GAL-SN 1-GAL-SN
iy WL ed, O D GLT-8 IKZ-PM PM-TICN | IKZ-PNITICN
o dy 4 GLT-8
No. 0 80 1626 0.157 0433 0.141 0.110 | 0.0551 | .5033
No. 1 72 1772 0157 0472 0141 0.110 | 0.0669 | .5034
No. 2 64 1772 0177 0472 0141 0.110 | 0.0795| .5035 ° °
No. 3 56 1969 0.197 0551 0.141 0.110 | 0.0913 | .5036 ° °
No. 4 48 2205 0236 0709 0.141 0.110 | 0.1031 .5037 ® ®
No. 5 44 2205 0.276 0709 0.141 0.110 | 0.1150 | .5038 ° °
No. 6 40 2205 0276 0.787 0.141 0.110 | 0.1268 .5039 ® (]
No. 8 36 2480 0315 0.827 0.168 0.131 |0.1516 | .5040 ° °
No. 10 32 2756 0394 0.984 0.194 0.152 |0.1752 | .5041 ° ° ) °
No.12 28 3150 0.394 1142 0220 0.165 |0.2008 | .5042 ° °
1/4 28 3150 0.394 1181 0.255 0.191 |0.2343 | .5043 ° ° ° )
5/16 24 3543 0.394 1260 0.318 0.238 | 0.2933 | .5044 ° ° ° °
3/8 24 3937 0.394 1535 0.381 0.286 | 0.3563 | .5045 J [ ° °
Tool Identification | CU37Y700 CU44Y700 CU37Q200 CU380200
Reduced Shank 'ﬂ InnoForm InnoForm InnoForm InnoForm
; i Dimens. | 2-AL-SN-PM 2-AL/E-SN 2-GAL-SN 2-GAL-SN
e o, Y e o ID GLT-8 IKZ-PM PM-TICN | IKZ-PNITICN
o dy ~ GLT-8
e 20 3.937  0.512 — 0.323 0.242 | 0.4154 | .5046 ° ° ° O
1/2 20 3.937 0512 — 0.367 0.275 | 0.4783 | .5047 ° ° ° °
916 18 3.937  0.591 — 0429 0.322 | 05374 | .5048 ° ° ° )
5/8 18 3.937  0.591 — 0.480 0.360 | 0.6004 | .5049 ° ) ° °
3/4 16 4331 0.669 — 0.590 0.442 | 0.7224 | .5050 o ° ° )
I8 14 4921 0.669 — 0.697 0.523 ]10.8425 | .5051
ﬂ We recommend a smaller preparatory diameter by 0.002 in for difficult to form materials (such as aluminum cast alloys) for P = 24 T.P.l. and coarser threads.
» For further information regarding the recommended preparatory diameters, see page 208 - 209.
178 EVNEES 1) Cold-forming in through holes is possible only with external cooling/Iubrication Ordering Example: BU37Y700.5035

2) Restricted application possibilities with emulsion



Roll Form Taps

wsse-rm  A=NALIGE

GAL Z
Aluminum CNC-Controlled
Cast Alloys Machiés E E
- B
o k M
L
|
2BX 2BX 2BX 2BX 2BX 2BX 2BX Class of Fit
TICN | TIN-T1 TIN-TT | TIN-T1 TIN-80 TIN-80 TIN-80 Coating
HSSE-PM HSSE-PM HSSE-PM HSSE-PM HSSE-PM | HSSE-PM | HSSE-PM | | Cutting Material
Technical Characteristics
E/152 C/2-3 C/2-3 C/2-3 C/2-3 c/23 || | El152 || ;2 YV
E/Q E/Q/P E/Q E/0 | E/Q/P E/OQ E/Q/P ‘}
max. 3 x dy max. 3 x dy max. 3 x dy max. 3 x d4 max. 3 x d4 max. 3 x d4 Thread Depth
T T T T T T and Hole Shape
L] L] L] L | L] L]
1) —— —_— 1) —— — 1) —— —_—
N [1.4-6 P 1.1-41 P 1141 | P 1141 P 1151 P 1.1-51 P 1.1-51 Applications — Material
11-312 11-312 1.1-312 1.1-312 1.1-312 11-312
K (21 K 21 ] | K21 K 21 K (21 K21
N 212245 | N 212245 | N 212245 | N 212245 | N 212,245 | N 212,245
S 11222 S 11222 | S 11-222 S 11222 S 11222 S 11222
S 242 S 242 1| Sl242 S 242 S 242 S 242
BU440200 BU92F000 BW92F000 BW10F000 BU372700 BU382700 BU392700 Tool Identification
InnoForm Druck Druck Druck InnoForm InnoForm InnoForm
1-GAL/E-SN 1-Z-SN 1-Z-SN-IKZ 1-Z-SN-IKZN 1-Z-SN-PM 1-Z-SN-IKZ 1-Z/E-SN Dimens. Nominal T.PIL
IKZ-PM-TICN PM-TIN-T1 PM-TIN-T1 PM-TIN-T1 TIN-80 PM-TIN-80 PM-TIN-80 ID Size
0 dy
.5033 No. O 80
.5034 No. 1 72
.5035 No. 2 64
.5036 No. 3 56
.5037 No. 4 48
.5038 No. 5 44
.5039 No. 6 40
.5040 No. 8 36
° ° ° ° ° ) ° .5041 No. 10 32
.5042 No. 12 28
° ° ° ° ° ° ° .5043 1/4 28
[ ] [ ] [ ] [ ] [ ] [ ] [ ] 5044 5/16 24
° ° ° ° ° ° ° .5045 3/8 24
CU440200 CU92F000 CW92F000 CW10F000 CU372700 CU382700 CU39Z700 Tool Identification
InnoForm Druck Druck Druck InnoForm InnoForm InnoForm
2-GAL/E-SN 2-Z-SN 2-Z-SN-1KZ 2-Z-SN-IKZN 2-Z-SN-PM 2-Z-SN-1KZ 2-Z/E-SN Dimens. Nominal TP
IKZ-PM-TICN PM-TIN-T1 PM-TIN-T1 PM-TIN-T1 TIN-80 PM-TIN-80 PM-TIN-80 ID Size
ody
° ° ° ° ° ° ° .5046 716 20
° ° ° ° ° ° ° .5047 1/2 20
° ° ° ° ° ° ° .5048 916 18
° ° ° ° ° ° ° .5049 5/g 18
° ° ° ° ° ° ° .5050 3/4 16
.5051 I8 14

1) Cold-forming in through holes is possible only with external cooling/lubrication
2) Restricted application possibilities with emulsion

® = In stock

= Allow 7 days for delivery

EMUGE
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E M UE E Roll Form Taps

DIN Length - ANSI Shank

4
CNC-Controlled

HSSE-PM, Carbide

Overall length acc. to DIN 2174 Machines
i
I3 b
lo O
= st L' | Reinforced Shank
= = [ 1 (No.0-3/s)
[
Io O
1= I -3 L Reduced Shank
— (7116 - 7/8)
o0 Class of Fit 2BX 2BX 2BX
Coating TIN-80 TIN-80 TIN-80
Cutting Material HSSE-PM Carbide Carbide
Technical Characteristics
T oYYV | El152 C/2-3 E/15-2
niriea rine Inrea ‘> E/0 E/0 E/0
ASME B1.1
Thread Depth max. 3 x d4
and Hole Shape i
1|
1) X
Applications — Material | P [1.1-5.1 P 2151 P 2151
1.1-312 N 14-524-5 | N 14-524-5
K (21
N 21-2,24-5
S 11-222
S 242
. Tool Identification | BU44Z700 BU38Z800 BU447800
Reinforced Shank , ﬂ innoForm VHM VHM
Nominal TPIL inch Dimens. | 1-Z/E-SN-IKZ InnoForm InnoForm
Pl WL ed, O ID | PM-TIN-80 | 1-Z-SN-KZ | 1-Z/E-SN-IKZ
o dy 4 TIN-80 TIN-80
No. 0 80 1626 0.157 0433 0.141 0.110 | 0.0551 | .5033
No. 1 72 1772 0157 0472 0141 0.110 | 0.0669 | .5034
No. 2 64 1772 0177 0472 0141 0.110 | 0.0795| .5035
No. 3 56 1969 0.197 0551 0.141 0.110 | 0.0913 | .5036
No. 4 48 2205 0.236 0709 0.141 0110 |0.1031| .5037
No. 5 44 2205 0276 0709 0.141 0.110 | 0.1150 | .5038
No. 6 40 2205 0276 0.787 0.141 0.110 | 0.1268 | .5039
No. 8 36 2480 0315 0827 0.168 0.131 | 0.1516 | .5040
No. 10 32 2756 0.394 0984 0.194 0.152 | 0.1752 | .5041 ° ° °
No.12 28 3150 0.394 1142 0220 0.165 |0.2008 | .5042
1/4 28 3150 0.394 1181 0.255 0.191 |0.2343 | .5043 ° ° °
5/16 24 3543 0.394 1260 0.318 0.238 | 0.2933| .5044 ° ° °
3/8 24 3937 0.394 1535 0.381 0.286 | 0.3563 | .5045 ° ° °
Tool Identification | CU44Z700
Reduced Shank : ﬂ prr—
Nominal TPI. inch Dimens. 2-7/E-SN-IKZ
Size I Iy s od, O 2 ID PM-TIN-80
ody
e 20 3.937  0.512 — 0.323 0.242 | 0.4154 | .5046 °
1/2 20 3.937 0512 — 0.367 0.275 | 0.4783 | .5047 )
916 18 3.937  0.591 — 0429 0.322 | 05374 | .5048 °
5/8 18 3.937  0.591 — 0.480 0.360 | 0.6004 | .5049 )
3/4 16 4331 0.669 — 0.590 0.442 | 0.7224 | .5050 )
I8 14 4921 0.669 — 0.697 0.523 ]10.8425 | .5051
ﬂ We recommend a smaller preparatory diameter by 0.002 in for difficult to form materials (such as aluminum cast alloys) for P = 24 T.P.l. and coarser threads.
» For further information regarding the recommended preparatory diameters, see page 208 - 209.
180 EVINEES 1) Cold-forming in through holes is possible only with external cooling/Iubrication Ordering Example: BU44Z700.5041

2) Restricted application possibilities with emulsion



Roll Form Taps HSS Extra E M UG E

ANSI Length - ANSI Shank STEEL

Materials

I3
I O
4 EI, | L] Reinforced Shank
= T 1 (No6-3s)
I
lo o
1lsl [ 1 & T[] ReducedShank

= _— = [ | (16-3/4)

Class of Fit 2BX
Coating TIN

60°
U N F W Cutting Material HSS Extra

Technical Characteristics
z?? f WV C/2-3
Unified Fine Thread " T
ASME B1.1 ==
Thread Depth max. 3 x dy

and Hole Shape T
(]

-

Applications — Material | P [1.1-3.1
11212

N 1.4-5,21-2

Tool Identification| AU921400
] Druck

Nominal T.PI. inch M RIMENSSY  STEEL-SN

Size l4 I Is 0d; O J 1D TIN
0 dq

No. 6 40 |2 2.00 | 0.472 0.748 0.141 0.110|0.1268 | .5039 [
No. 8 36 |[21/8 213 | 0512 0.827 0.168 0.131|0.1516 | .5040 [
No. 10 32 |23/8 2.38 [ 0591 0.945 0.194 0.152 [ 0.1752 | .5041 L)
1/4 28 |21/2 250 | 0669 1.142 0.255 0.191 | 0.2343 | .5043 °
5/16 24 |223/32 272 | 0.669 1.299 0.318 0.238 | 0.2933 | .5044 °
3/8 24 |21516 2.94 | 0.709 1.378 0.381 0.286 | 0.3563 | .5045 [
16 20 |3532 316 | 0866 — 0.323 0.242 | 0.4154 | .5046 [
1/2 20 |33/8 338 10866 — 0367 0.275|0.4783| .5047 °
916 18 [319/32 359 [0.866 — 0429 0.322 05374 | .5048 °
5/8 18 |313/16 3.81 [0.866 — 0.480 0.360 | 0.6004 | .5049 °
3/4 16 |41/4 425 10984 — 0590 0.442 | 0.7224 | .5050 [

1) Cold-forming in through holes is possible only with external cooling/lubrication
2) Restricted application possibilities with emulsion

L
ﬂ We recommend a smaller preparatory diameter by 0.002 in for difficult to form materials (such as aluminum cast alloys) for P = 24 T.P.l. and coarser threads.

A

For further information regarding the recommended preparatory diameters, see page 208 - 209.

DIN Length - ANSI Shank .
All ANSI Length - ANSI Shank taps are available

in the popular DIN Length - ANSI Shank style.

- The DIN Length - ANSI Shank configuration allows
for added reach capabilities and greater chip clearance.

o= In stock =V =1 181
* = Allow 7 days for delivery [FRANKEN]



E M UE E Roll Form Taps HSS Extra, Carbide

STEEL
DIN Length - DIN Shank Steel
Materials
h
I3
lo O
= ot [ 1 Reinforced Shank
= S [ | M2-M10)
h
2 0
N L__| Reduced Shank
= | = [ | (M12-M20)
o0 Class of Fit 6HX 6HX | 6HX | 6HX | 6HX |
Coating NT ) TN NT | TN
Cutting Material HSS Extra | HSS Extra | HSS Extra | HSS Extra | Carbide |
Technical Characteristics
. T YV c/2-3 | c/2-3 | C/2-3 | C/2-3 | c/2-3 |
DIN1;m oarse fhrea & o/ )| E/o/p )|  orp )| E/osp | E/0 |
Thread Depth max. 3 x d4 max. 3 x d4
and Hole Shape T T
LI L
- 1) ——
Applications — Material | P 4181 1 | P11-31 | [ P131 | P11381 | P 2141 |
1.1-212) 11212 | [ N @45
N 1.4-521-2 N 14-521-2
Reinforced Shank Tool Identification | B0911000 B0911400 B0921000 B0921400 B1970100
Iﬂ Druck Druck Druck Druck VHM
Nominal Dimens. 1-STEEL 1-STEEL 1-STEEL-SN 1-STEEL-SN Druck
Sz P 4 L, ed O ID NT TIN NT TIN 1-STEEL
0 dq 4 SN-1KZ
M 2 0.4 45 7 12 2.8 2.1 1.85 .0020 * * *
M 25 0.45 50 9 14 2.8 2.1 2.33 .0025 * * *
M 3 0.5 56 11 18 816 2.7 2.8 .0030 * * ° °
M 3.5 0.6 56 12 20 4 3 3.25 .0035 * * *
M 4 0.7 63 13 21 4.5 34 3.7 .0040 * * ° °
M 4.5 0.75 70 14 25 6 49 4.2 .0045
M 5 0.8 70 15 25 6 49 4.65 .0050 * * ° ° *
M 6 1 80 17 30 6 4.9 5.6 .0060 * * ) ° *
M 8 1.25 90 20 35 8 6.2 7.45 .0080 * * ) ° *
M 10 1.5 100 22 39 10 8 9.35 .0100 * * ° ° *
Tool Identification €0911400 €0921400
Reduced Shank | ﬂ Druck Druck
Nominal mm i Dimens. 2-STEEL 2-STEEL-SN
Size P I I, s ed, O 2 1D TIN TIN
0dy
M 12 1.75 110 24 — 9 7 11.25 .0112 * °
M 14 2 110 26 — 11 9 13.1 .0114 * *
M 16 2 110 27 — 12 9 15.1 .0116 * °
M 18 2.5 125 30 — 14 11 16.85 .0118
M 20 2.5 140 32 — 16 12 18.85 .0120
1) Cold-forming in through holes is possible only with external cooling/lubrication
2) Restricted application possibilities with emulsion
L
ﬂ We recommend a smaller preparatory diameter by 0.05 mm for difficult to form materials (such as aluminum cast alloys) for P > 1 mm.
-.Ji For further information regarding the recommended preparatory diameters, see page 208 - 209.
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Roll Form Taps

wsse-rm  A=NALIGE

STEEL
Steel Stainless steel
E E Materials E materials
. ! . | | I
k k 5 § X \
i i ) F| 1 1}
a [ [ [ [ o a T [
s H | 2 | 2 |
I T & T i . i
L Dy | Lo, g L) =
3) 3) 3) 3) 3
6HX | 6HX | 6HX | 6HX | 6HX | 6HX | 6HX | | Class of Fit
TIN-66 | TIN-66 | TIN-66 | TIN J TICN-67 | TIN-T26 | TIN-T26 | | Coating
HSSE-PM | HSSE-PM | HSSE-PM | HSSE-PM | HSSE-PM | HSSE-PM | HSSE-PM | | Cutting Material
Technical Characteristics
c/2-3 | c/2-3 || | E/152 | c/2-3 | c/2-3 | E/152 ||  E/152 | | o2V
E/O0/P | E/0 | E/0 | E/O0/P | E/0 | E/O0/P | E/0 | ‘}
max. 3 x d4 max. 3 x dy max. 3 x d4 max. 3 x dy max. 3 x d4 max. 3 x d4 Thread Depth
T T T T T T and Hole Shape
L L | L L | L L
- 1) —— = 1) —— = 1) ——
P1141 | P1141 | P 1141 | P31:51 | P 3151 P 1141 | P1141 | | Applications — Material
K 21 Y| K24 )| K21 1| K24 Y| K24 ) 11-312 | 11-312 |
B5217F00 B5237F00 B5317F00 B5216F00 B5236F00 B5296A00 B5316A00 Tool Identification
InnoForm InnoForm InnoForm InnoForm InnoForm InnoForm InnoForm
1-STEEL-M 1-STEEL-M 1-STEEL-M/E 1-STEEL-H 1-STEEL-H 1-VA/E-SN 1-VA/E-SN Dimens. Nominal P
SN-PM SN-IKZ-PM SN-IKZ-PM SN-PM SN-IKZ-PM PM-TIN-T26 IKZ-PM ID Size
TIN-66 TIN-66 TIN-66 TICN-67 TICN-67 TIN-T26 0 dq
.0020 M 2 0.4
.0025 M 25 0.45
* * .0030 M 3 0.5
.0035 M 3.5 0.6
* * * * * * * .0040 M 4 0.7
.0045 M 45 0.75
* * * * * * * .0050 M 5 0.8
* * * * * *> * .0060 M 6 1
* * * * * * * .0080 M 8 1.25
* * * * * * * .0100 M 10 1.5
C5217F00 C5237F00 C5317F00 C5216F00 C5236F00 Tool Identification
InnoForm InnoForm InnoForm InnoForm InnoForm
2-STEEL-M 2-STEEL-M 2-STEEL-M/E 2-STEEL-H 2-STEEL-H Dimens. Nominal P
SN-PM SN-IKZ-PM SN-IKZ-PM SN-PM SN-IKZ-PM ID Size
TIN-66 TIN-66 TIN-66 TICN-67 TICN-67 0 dy
* * * * * .0112 M 12 1.75
.0114 M 14 2
* * * * * .0116 M 16 2
.0118 M 18 2.5
.0120 M 20 2.5
1) Cold-forming in through holes is possible only with external cooling/lubrication
2) Restricted application possibilities with emulsion
3) Patent pending
@ = In stock =IV=T 183
= Allow 7 days for delivery [FRANKEN]|




EMULUIGE ' roiformTaps HSSE-PM
GAL
DIN Length - DIN Shank Aluminum Aluminum
Wrought Alloys Cast Alloys
i
I3 H‘. k) k) -
4
: : i | | ]
= st L' | Reinforced Shank
= = [ 1 (M2-M10)
[
l2
Ilsl 1 L__| Reduced Shank
s | = [ 1 (M12-M20)
o0 Class of Fit BHX BHX BHX BHX
Coating GLT-8 GLT-8 GLT-8 TICN |
Cutting Material HSSE-PM | HSSE-PM | HSSE-PM | HSSE-PM |
Technical Characteristics
O T YV | cr2-3 C/2-3 E/15-2 C/2-3
etric Loarse Threa | o E/0 | E/O E/0/P
DIN 13
Thread Depth max. 3 x d4 max. 3 x dy max. 3 x d4
and Hole Shape T T T
L L | L
e ) = e
Applications — Material | N (1.1-4,21-2) | N [1.1-4,21-2 | | N [1.1-4,21-2 N 1.4-6
. Tool Identification | B521Y700 B523Y700 B531Y700 B5210200
Reinforced Shank ﬂ InnoForm InnoForm InnoForm InnoForm
Nominal Dimens. | 1-AL-SN-PM 1-AL-SN 1-AL/E-SN 1-GAL-SN
Sz P 4 L, ed O D GLT-8 IKZ-PM IKZ-PM PMI-TICN
o dy 4 GLT-8 GLT-8
M 2 0.4 45 4 12 2.8 2.1 1.85 .0020 *
M 25 0.45 50 5 14 2.8 2.1 2.33 | .0025 *
M 3 0.5 56 6 18 35 2.7 2.8 .0030 *
M 35 0.6 56 7 20 4 3 325 | .0035
M 4 0.7 63 7 21 4.5 3.4 3.7 .0040 * * *
M 45 0.75 70 8 25 6 4.9 4.2 .0045
M 5 0.8 70 8 25 6 4.9 4,65 | .0050 * * * *
M 6 1 80 10 30 6 49 5.6 .0060 * * * *
M 8 1.25 90 14 35 8 6.2 7.45 | .0080 * * * *
M 10 1.5 100 16 39 10 8 9.35 | _.0100 * * * *
Tool Identification
Reduced Shank :
Nominal mm ﬂ Dimens.
Size P I I, s ed, O 2 1D
ody
M 12 1.75 110 18 — 9 7 11.25 0112
M 14 2 110 20 — 11 9 13.1 .0114
M 16 2 110 22 — 12 9 15.1 .0116
M 18 2.5 125 25 — 14 11 16.85 | .0118
M 20 2.5 140 25 — 16 12 18.85 | 0120

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

2) Restricted application possibilities with emulsion

f

We recommend a smaller preparatory diameter by 0.05 mm for difficult to form materials (such as aluminum cast alloys) for P > 1 mm.
2 For further information regarding the recommended preparatory diameters, see page 208 - 209.
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Roll Form Taps

wsse-rm  A=NALIGE

GAL Z
Aluminum Materials of high CNC-Controlled
Cast Alloys tensile strength Machines
=) e
<3 =
T T ' N
| |
6HX | 6HX | 6HX | 6HX | 6HX | 6HX | | Class of Fit
TICN | TICN | TIN-T26 | TIN-T26 | TIN-80 | TIN-80 | | Coating
HSSE-PM | HSSE-PM | HSSE-PM | HSSE-PM | HSSE-PM | HSSE-PM | | Cutting Material
Technical Characteristics
c/23 || E/152 | c/2-3 | c/2-3 | C/2-3 | c/23 || po YW
E/0 | E/0 | E/O0/P | E/0 | E/O0/P | E/0 | ‘}
max. 3 x d4 max. 3 x d4 max. 3 x dy max. 3 x d4 max. 3 x d4 Thread Depth
T T T T T and Hole Shape
L L L | L L
1) —— — 1) —— — 1) ——
N 146 1| N14-6 ] P 2151 | P 2151 P 1151 | P151 | [ Applications — Material
K @21 ) | K25 ) 11-312 | 11312 |
K 21 1| K21 )
N 21-2,245 | N 21-2,24-5
S 11222 | S 11222
S 242 1| S (242 ]
B5230200 B5310200 B521W700 B523W700 B5212700 B5232700 Tool Identification
InnoForm InnoForm InnoForm InnoForm InnoForm InnoForm
1-GAL-SN 1-GAL/E-SN 1-H-SN-PM 1-H-SN-IKZ 1-Z-SN-PM 1-Z-SN-IKZ Dimens. Nominal P
IKZ-PM-TICN | IKZ-PM-TICN TIN-T26 PM-TIN-T26 TIN-80 PM-TIN-80 ID Size
0 dq
.0020 M 2 0.4
.0025 M 25 0.45
* .0030 M 3 0.5
.0035 M 3.5 0.6
* * .0040 M 4 0.7
.0045 M 45 0.75
* * * * * * .0050 M 5 0.8
* * * * *> * .0060 M 6 1
* * * * * * .0080 M 8 1.25
* * * * * * .0100 M 10 1.5
C521W700 C523W700 C5212700 C5232700 Tool Identification
InnoForm InnoForm InnoForm InnoForm
2-H-SN-PM 2-H-SN-IKZ 2-Z-SN-PM 2-Z-SN-1KZ Dimens. Nominal P
TIN-T26 PM-TIN-T26 TIN-80 PM-TIN-80 ID Size
o dy
* * * * .0112 M 12 1.75
* * .0114 M 14 2
* * * * .0116 M 16 2
.0118 M 18 2.5
* * * * .0120 M 20 2.5
@ = In stock I=IV=T 185
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E M UE E Roll Form Taps

DIN Length - DIN Shank

4
CNC-Controlled

HSSE-PM, Carbide

Machines
i
I3 b
lo O
s st L' | Reinforced Shank
= 2 [ 1 (M2-M10)
[
l2
Ilsl 1 L__| Reduced Shank
= m s [ 1 (M12-M20)
o0° Class of Fit 6HX 6HX 6HX
Coating TIN-80 | TIN-80 TIN-80
Cutting Material HSSE-PM | Carbide Carbide
Technical Characteristics
O T oYYV | El15-2 | C/2-3 E/15-2
etric Loarse Ihrea ‘> £/0 £/0 £/0
DIN 13
Thread Depth max. 3 x d4
and Hole Shape i
n
1) =
Applications — Material | P (1161 1 | P [21-5.1 P 2151
11-312 | | N(1.4-5,245) | N (145245
K 21 J
N 21-2,24-5
S 11222
S 242 )

. Tool Identification | B531Z700 B5232800 B531Z800
Reinforced Shank : ﬂ innoForm VHM VHM
Nominal Dimens. | 1-Z/E-SN-IKZ InnoForm InnoForm

Sz P 4 L, ed O ID | PM-TIN-80 | 1-Z-SN-KZ | 1-Z/E-SN-IKZ
o dy 4 TIN-80 TIN-80
M 2 0.4 45 4 12 2.8 2.1 1.85 .0020
M 25 0.45 50 5 14 2.8 2.1 2.33 .0025
M 3 0.5 56 6 18 15 2.7 2.8 .0030
M 3.5 0.6 56 7 20 4 3 3.25 .0035
M 4 0.7 63 7 21 4.5 3.4 3.7 .0040 *
M 4.5 0.75 70 8 25 6 49 4.2 .0045
M 5 0.8 70 8 25 6 49 4.65 .0050 * * *
M 6 1 80 10 30 6 49 5.6 .0060 * * *
M 8 1.25 90 14 89 8 6.2 7.45 .0080 * * *
M 10 1.5 100 16 39 10 8 9.35 .0100 * * *
Tool Identification | C€5312700
Reduced Shank : ﬂ innoForm
Nominal mm Dimens. | 2-Z/E-SN-IKZ
Size P I I, s ed, O 2 1D PM-TIN-80
o d
M 12 1.75 110 18 — 9 7 11.25 0112 *
M 14 2 110 20 — 1 9 13.1 .0114 *
M 16 2 110 22 — 12 9 15.1 .0116 *
M 18 2.5 125 25 — 14 11 16.85 .0118
M 20 2.5 140 25 — 16 12 18.85 .0120

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

2) Restricted application possibilities with emulsion

f

-

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

For further information regarding the recommended preparatory diameters, see page 208 - 209.

1860 A=

Ordering Example: B531Z700.0040



Roll Form Taps HSS Extra, Carbide E M UG E

SPEED
DIN Length - DIN Shank High-Speed

Cutting

] L
I E‘. k
: 3
lo O F- }
i st L | Reinforced Shank
= b [ 1 (M2-M10)
h
|2 O v::-‘ [l
5
Ilsl ] = [ | Reduced Shank £y
= — b [ | (M12-M20)

Class of Fit BHX | 6HX

Coating TICN J TICN
M Cutting Material HSS Extra | Carbide

Technical Characteristics

YV | EN52 || El152

ISO Metric Coarse Thread " B G

DIN 13
Thread Depth max. 3 x dy

and Hole Shape T
n

——

Applications — Material | N [1.4-5 1| N145
. Tool Identification| B5059500 B505Q800
Reinforced Shank : ﬂ Druck VHV-Druck
Nominal Dimens. 1-GAL 1-GAL
Sz P 4 L, ed O ID | SPEED/E-SN | SPEED/E-SN
o dy A IKZN-TICN IKZN-TICN
M 2 0.4 45 4 12 2.8 2.1 1.85 .0020
M 25 0.45 50 5 14 2.8 2.1 2.33 .0025
M 3 0.5 56 6 18 816 2.7 2.8 .0030
M 3.5 0.6 56 7 20 4 3 3.25 .0035
M 4 0.7 63 7 21 45 34 3.7 .0040
M 45 0.75 70 8 25 6 49 4.2 .0045
M 5 0.8 70 8 25 6 49 4.65 .0050
M 6 1 80 10 30 6 49 5.6 .0060 * *
M 8 1.25 90 14 89 8 6.2 7.45 .0080 * *
M 10 1.5 100 16 39 10 8 9.35 .0100 * *
Tool Identification| €5059500 €5050800
Reduced Shank ﬂ Druck VHM-Druck
Nominal Dimens. 2-GAL 2-GAL
Sz P 4 L L ed O ID | SPEED/E-SN | SPEED/E-SN
o dy A IKZN-TICN IKZN-TICN
M 12 1.75 110 18 — 9 7 11.25 .0112 * *
M 14 2 110 20 — 11 9 13.1 .0114
M 16 2 110 22 — 12 9 15.1 .0116
M18 2.5 125 25 — 14 11 16.85 .0118
M 20 2.5 140 25 — 16 12 18.85 .0120
M We recommend a smaller preparatory diameter by 0.05 mm for difficult to form materials (such as aluminum cast alloys) for P > 1 mm.
2 For further information regarding the recommended preparatory diameters, see page 208 - 209.
@ = In stock =IV=T 187
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E M UE E Roll Form Taps

ANSI Length - ANSI Shank

HSS Extra

STEEL
Steel
Materials

I3
I O
J EI’ | L[] Reinforced Shank
2 [] (M4-M10)
[}
lo 0O
1lsl 1 ___| Reduced Shank
s | = (M12 - M20)
o0 Class of Fit BHX
Coating TIN
Cutting Material HSS Extra
Technical Characteristics
N z??f” C/2-3
ISO Metric Coarse Thread
'Sy E/0/P
DIN 13
Thread Depth max. 3 x dy
and Hole Shape T
1 |
Applications — Material | P (1181 |
1.1-212
N 1.4-521-2
Tool Identification | AU921400
Wi Druck
Nominal inch i Dimens. STEEL-SN
Size P L b 13 ed O | ID TIN
0 dq mm mm
M 4 07 |2 18 213 |0.512 0.827 0.168 0.131 3.7 .0040
M 5 0.8 [23/8 238 |0591 0.945 0.194 0.152 | 4.65 .0050
M 6 1 2 12 250 | 0669 1.102 0.255 0.191 5.6 .0060 L)
M 8 125 [223/32 272 |0.787 1299 0.318 0.238| 7.45 .0080 °
M 10 15 21516 294 |0.866 1.378 0.381 0.286 | 9.35 .0100 °
M 12 175 |3 38 338 |0984 — 0367 0275 11.25 .0112 °
M 14 2 319/32 359 [1.024 — 0429 0.322 | 13.1 .0114
M 16 2 31316 3.81 |1.063 — 0.480 0.360 | 15.1 .0116
M 20 25 |4153 447 |1181 — 0.652 0.489 | 18.85 .0120

We recommend a smaller preparatory diameter by 0.05 mm for difficult to form materials (such as aluminum cast alloys) for P > 1 mm.
For further information regarding the recommended preparatory diameters, see page 208 - 209.

.. L‘ -

DIN Length - DIN Shank

EMUCE
SSTEEL

All ANSI Length - ANSI Shank taps are available
in the popular DIN Length - DIN Shank style.

The DIN Length - DIN Shank configuration allows
for added reach capabilities and greater chip clearance.

"

Ordering Example: AU921400.0060
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E M UE E Roll Form Taps HSS Extra, HSSE-PM

STEEL
DIN Length - DIN Shank Steel
Materials
i
I3 at Ht E
2 O inh it: A
1 1 ]
= st L' | Reinforced Shank
s = [ 1 (M3x0.35 - M10x1.25)
[
I ] a ¥ (.9 [N
= | - -
] = =]
1lsl 1 s [ | Reduced Shank : _i] ot o
= | = [ | (M12x1.5 - M20x1.5) 3)
6 Class of Fit 6HX | 6HX | 6HX | 6HX | 6HX
Coating TIN ] TIN ) TIN-66 | TIN-66 | TIN-66
Cutting Material HSS Extra | HSS Extra | HSSE-PM | HSSE-PM | HSSE-PM
Technical Characteristics
e YV C/2-3 | C/2-3 | C/2-3 | c/23 || [ E/152 |
etric Fine Threa | cop | Eroe | Ero/p | E/0 | E/O
DIN 13
Thread Depth max. 3 x d4 max. 3 x d4
and Hole Shape T T
L L
| )y =
Applications — Material | P (4181 1 | P 11831 | [ P{141 | P1141 | | P 1141
11212 | 11212 || K24 ]| K21 )| K21
N 145212 | N 145212
. Tool Identification | B0911400 B0921400
Reinforced Shank ! ﬂ Druck Druck
Nominal Dimens. 1-STEEL 1-STEEL-SN
Gna mm D TIN TIN
Size P l4 I I3 0d; O J
ody
M 3 x 035 56 8 18 8i6 2.7 | 2.88 .0202
M 4 x 05 63 10 21 45 34 | 38 .0210 * *
M5 x 05 70 11 25 6 49 | 438 .0218 * *
M6 x 075 80 13 30 6 49 | 57 .0229 * *
M 8 x 075 80 14 30 8 6.2 | 7.7 .0250 * *
M8 x 1 90 17 35 8 62 | 76 .0251 * *
M10  x 1 90 18 35 10 8 9.6 .0276 * *
M10 x 125 100 18 39 10 8 9.45 .0277
Reduced Shank Tool Identification | C0911400 €0921400 C5217F00 C5237F00 C5317F00
] Druck Druck InnoForm InnoForm InnoForm
Nominal mm Dimens. 2-STEEL 2-STEEL-SN 2-STEEL-M 2-STEEL-M 2-STEEL-M/E
Size P I Iy Iy o dp O ID TIN TIN SN-PM SN-IKZ-PM SN-IKZ-PM
o dy ~ TIN-66 TIN-66 TIN-66
M12 x 125 100 22 — 9 7 11.45 .0302
M12 x 15 100 22 — 9 7 11.35 .0303 * * * * *
M14  x 125 100 22 — 11 9 13.45 .0330
M14  x 15 100 22 — 11 9 13.35 .0331 * * * * *
M16 x 1.5 100 22 — 12 9 15315 .0359 * * * * *
M18 x 15 110 25 — 14 11 17.35 .0390
M20 x 1.5 125 25 — 16 12 19.35 .0422 * *
1) Cold-forming in through holes is possible only with external cooling/Iubrication
2) Restricted application possibilities with emulsion
3) Patent pending
ﬂ We recommend a smaller preparatory diameter by 0.05 mm for difficult to form materials (such as aluminum cast alloys) for P > 1 mm.
-.Jl For further information regarding the recommended preparatory diameters, see page 208 - 209.
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Roll Form Taps

HSSE-PM, HSS Extra, Carbide = INILIGE

= Allow 7 days for delivery

STEEL Z SPEED
Steel CNC-Controlled High-Speed
Materials Machines Cutting
{ | |
k 3 X
3 | |
a §y [N a | [ ?,',‘
£| E £ | 2
Ky 5 L) H
3)
6HX | 6HX | 6HX | 6HX | 6HX | 6HX | | Class of Fit
TICN-67 | TICN-67 | TIN-80 | TIN-80 | TICN | TICN | | Coating
HSSE-PM | HSSE-PM | HSSE-PM | HSSE-PM | HSS Extra | Carbide | | Cutting Material
Technical Characteristics
c/2-3 | C/2-3 | c/2-3 | c/2-3 | E/15-2 ||  E/152 || o2V
E/O0/P | E/0 | E/O0/P | E/0 | E/0 | E/0 | ‘}
max. 3 x d4 max. 3 x dy max. 3 x d4 max. 3 x dy max. 3 x d4 Thread Depth
T T T T T and Hole Shape
L L L L | L
. 1)y = . 1) —— ) ——
P 3151 | P 3151 P 1151 | P 1151 N 1.4-5 1| N145 | Applications — Material
K@i ) | K @5 ) 11312 | 11312 |
K21 1| K21 ]
N 21-2,245 | N 21-2,24-5
S 11222 | S 11222
S 242 )| S (242 ]
B5212700 B5232700 B5059500 B505Q800 Tool Identification
InnoForm InnoForm Druck VHM-Druck
1-Z-SN-PM 1-Z-SN-IKZ 1-GAL 1-GAL Dimens. Nominal P
TIN-80 PM-TIN-80 SPEED/E-SN SPEED/E-SN ID Size
IKZN-TICN IKZN-TICN 0 dy
.0202 M3 x 035
.0210 M 4 x 05
.0218 M5 x 05
.0229 M6 x 075
.0250 M 8 x 075
* * * * .0251 M8 x 1
* * .0276 M10 x 1
* * .0277 M10  x 1.25
C5216F00 C5236F00 C5212700 5232700 €5059500 €5050800 Tool Identification
InnoForm InnoForm InnoForm InnoForm Druck VHM-Druck
2-STEEL-H 2-STEEL-H 2-Z-SN-PM 2-Z-SN-1KZ 2-GAL 2-GAL Dimens. | Nominal P
SN-PM SN-IKZ-PM TIN-80 PM-TIN-80 SPEED/E-SN SPEED/E-SN ID Size
TICN-67 TICN-67 IKZN-TICN IKZN-TICN o dy
* * .0302 M12 x 1.25
* * * * * * .0303 M12 x 15
.0330 M14 x 1.25
* * * * * * .0331 M14  x 15
* * * * * * .0359 M16 x 1.5
.0390 M18 x 15
.0422 M20 x 15
® = In stock

e




E M UE E Roll Form Taps

HSS Extra, HSSE-PM

STEEL Z
DIN Length - DIN Shank Steel CNC-Controlled
Materials Machines
[
Io n.-e {:
= =
\ L 3
I — 1+ —3 —— Reduced Shank -
55 Class of Fit X X “X J X
Coating TIN J TIN J TIN-80 | TIN-80 |
Cutting Material HSS Extra | HSS Extra | HSSE-PM | HSSE-PM |
Technical Characteristics
U A% 0 c/2-3 | c/2-3 | c/2-3 | c/2-3 |
fiworth Fipe Threa | o )| e E/0/P )| E/0 )
DIN EN ISO 228
Thread Depth max. 3 x dy max. 3 x d4 max. 3 x dy
and Hole Shape T T T
L | LI L |
L i ) =
Applications — Material | P 4181 1 | P (1131 | P 1151 | P 1151
11212 | 11212 | 11-312 | 11312 |
N 145212 | N 145212 K 21 ]| K21 )
N 212,245 | N 21-2,24-5 |
S 11222 | S 11222
S 242 1| S 242 ]
Tool Identification | C0911400 0921400 €521Z700 €523Z700
Reduced Shank m Druck Druck InnoForm InnoForm
Nominal TPL i Dimens. 2-STEEL 2-STEEL-SN 2-Z-SN-PM 2-Z-SN-1KZ
e od b ed O L ® TIN TIN TIN-80 PNI-TIN-80
0 dq
G e 7.72 28 90 17 6 4.9 7.25 .4034
G 18 973 28 90 18 7 55 9.25 .4035 * * * *
G 14 1316 19 100 22 11 9 12.55 .4036 * * * *
G 38 16.66 19 100 22 12 9 16.05 .4037 * * * *
G 12 2096 14 125 25 16 12 20.1 .4038 * * * *
G S8 2291 14 125 25 18 145 | 22.05 .4039
G 34 2644 14 140 28 20 16 25.6 .4040
G 7/8 3020 14 150 28 22 18 29.35 .4041
G 1 33.25 1 160 30 25 20 32.15 .4042
1) Cold-forming in through holes is possible only with external cooling/lubrication
2) Restricted application possibilities with emulsion
-[ﬂ We recommend a smaller preparatory diameter by 0.002 in for difficult to form materials (such as aluminum cast alloys) for P = 24 T.P.l. and coarser threads.
;‘ For further information regarding the recommended preparatory diameters, see page 208 - 209.
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Roll Form Taps

ussexra  =INALIGE

STEEL
DIN Length - ANSI Shank Steel
Overall length acc. to DIN 2174 Materials
[
I3 gt
l2 m] inh
i
= st L | Reinforced Shank
S 2 [ | (STI-No.2 - STI 5/16)
[
Io O
s — I -3 L Reduced Shank
— (STI 3/8 - STI 1/2)
o0 Class of Fit 2BX
Coating TICN
Cutting Material HSS Extra
- Technical Characteristics
Unified Coarse Thread o ples
nitied Goarse Ihrea ‘> £/0/P
ASME B18.29.1
. . Thread Depth max. 3 x dy
For wire thread inserts and Hole Shape i
L
Applications — Material | P [1.1-3.1
11212
N 1.4-521-2
. Tool Identification| BU929000
Reinforced Shank : Druck
Nominal TP inch ﬂ RISy 1-STEEL-SN
Size 0dy l4 I I3 o do O J 1D TICN
o dq
STI-No. 2 56 0.1092 2.205 0.433 0.709 0.141 0.110 [ 0.1004 | .5609 °
STI-No. 4 40 0.1445 2205 0.472 0.787 0.141 0.110|0.1327 | .5611 °
STI-No. 6 32 0.1786 2.756 0.512 0984 0.194 0.152 | 0.1634 | .5613 )
STI-No. 8 32 0.2046 3.150 0.512 1.142 0.220 0.165 | 0.1909 | .5614 °
STI-No. 10 24 0.2441 3.150 0.669 1.181 0.255 0.191 | 0.2244 5615 []
STl 1/ 20 0.3150 3543 0.787 1.378 0.318 0.238 | 0.2913 | .5617 °
STl 5/16 18 0.3847 3.937 0.866 1.535 0.381 0.286 | 0.3583 | .5618 °
Tool Identification| CU929000
Reduced Shank ,
Druck
Nominal TPL inch Dimens. | 2-STEEL-SN
Size od; | L 3 oed O | ID TICN
odq
STl 38 16 04562 3.937 0.866 — 0.367 0.275|0.4272 | .5619 °
STl 7716 14 05303 4.331 1.024 — 0429 0.322|0.4961| .5620 °
STl 12 13 05999 4.331 1.063 — 0.480 0.360 | 0.5630 | .5621 °
ﬂ We recommend a smaller preparatory diameter by 0.002 in for difficult to form materials (such as aluminum cast alloys) for P = 24 T.P.l. and coarser threads.
» For further information regarding the recommended preparatory diameters, see page 208 - 209.

® = In stock
= Allow 7 days for delivery

==



STI

EMUEE Roll Form Taps HSS Extra
STEEL
DIN Length - ANSI Shank Steel
Overall length acc. to DIN 2174 Materials
i
I3 gt
l2 m] inh
0
= st L' | Reinforced Shank
S S [ | (STI-No.4 - STI 5/16)
[
Io O
s — I -3 L Reduced Shank
— (STI 3/8 - STI 1/2)
o0 Class of Fit 2BX
Coating TICN
Cutting Material HSS Extra
- Technical Characteristics
Unified Fine Thread YWV | cre3
nitriea rine Inrea ‘> E/0/P
ASME B18.29.1
. . Thread Depth max. 3 x dy
For wire thread inserts and Hole Shape i
1|
Applications — Material | P [1.1-3.1
11-212
N 1.4-5,21-2
. Tool Identification | BU929000
Reinforced Shank : Druck
Nominal TPl inch ﬂ RIS 1-STEEL-SN
Size ody | b 3 oed O | ID TICN
0 dq
STI-No. 4 48 0.1391 2.205 0.472 0.787 0.141 0.110|0.1299 | .5633 °
STI-No. 6 40 0.1705 2.480 0.512 0.827 0.168 0.131 | 0.1594 | .5635 )
STI-No. 8 36 0.2001 3.150 0.512 1.142 0.220 0.165 | 0.1870 | .5636 )
STI-No. 10 32 0.2306 3.150 0.512 1.181 0.255 0.191 | 0.2165| .5637 )
STl 1/4 28 0.2964 3.543 0.669 1.260 0.318 0.238 [ 0.2795 | .5639 °
STl 516 24 0.3666 3.937 0.709 1.535 0.381 0.286 | 0.3465 | .5640 [
Tool Identification | CU929000
Reduced Shank :
Druck
Nominal TPL inch Dimens. | 2-STEEL-SN
Size ad; |k b ed O | ID TICN
ody
STl 3/8 24 04291 3937 0709 — 0.323 0.242 | 0.4094 5641 []
STl 7/16 20 05025 3.937 0866 — 0.367 0.275|0.4783 | .5642 )
STl 12 20 0.5650 3.937 0.866 — 0.429 0.322 | 0.5413 | .5643 °
ﬂ We recommend a smaller preparatory diameter by 0.002 in for difficult to form materials (such as aluminum cast alloys) for P = 24 T.P.l. and coarser threads.
» For further information regarding the recommended preparatory diameters, see page 208 - 209.

"

Ordering Example: BU929000.5633



Roll Form Taps HSS Extra E M UG E

STEEL
DIN Length - ANSI Shank Steel
Overall length acc. to DIN 2174 Materials

L
I3
l2 u] IE
S| st L | Reinforced Shank
= = [ 1 (LKNo.4 - LK?3/s) SELF-LOCK
h
Io O
s — 1 -3 L__| Reduced Shank
— (LK 7/16 - LK 1/2)

Type BT

60° 90° .
p ﬂ Coating TN )
' Cutting Material HSS Extra |
[ VIV BT 300 Technical Characteristics
B > 36 T.PI ZYZYW E/15-2 |
Unified SELF-LOCK Coarse Thread & E/0/P

EMUGE Standard

Thread Depth max. 3 x d4

and Hole Shape T
n

L _____]

Applications — Material | P (1.1-3.1

11-212
N 145212
. Tool Identification | BU931400
Reinforced Shank : Druck
Nominal TP inch H Dimens. | 1-STEEL/E-SN
Size l Iy I3 o dp o b TIN
0dy
LK No. 4 40 2.205 0.433 0.709 0.141 0.110 [ 0.1043 | .5656 o
LK No. 6 32 2.205 0.472 0.787 0.141 0.110 [ 0.1280 | .5658 °
LK No. 8 32 2.480 0.512 0.827 0.168 0.131 | 0.1555 | .5659 o
LK No. 10 24 2.756 0.591 0.984 0.194 0.152 | 0.1772 | .5660 °
LK No. 12 24 3.150 0.630 1.142 0.220 0.165 | 0.2028 | .5661 °
LK 14 20 3.150 0.669 1.181 0.255 0.191 [ 0.2323 | .5662 °
LK 516 18 3.543 0.787 1.378 0.318 0.238 | 0.2933 | .5663 °
LK 38 16 3.937 0.866 1.535 0.381 0.286 | 0.3524 | .5664 [
Tool Identification | CU931400
Reduced Shank , Druck
Nominal TPI. inch m Dimens. | 2-STEEL/E-SN
Size I Iy I3 o dp o | 4 I TIN
0dy
LK 716 14 3.937 0.866 — 0.323 0.242 | 0.4094 | .5665 o
LK 12 13 4.331 0.984 — 0.367 0.275 | 0.4724 | .5666 °
ﬂ We recommend a smaller preparatory diameter by 0.002 in for difficult to form materials (such as aluminum cast alloys) for P = 24 T.P.l. and coarser threads.
) For further information regarding the recommended preparatory diameters, see page 208 - 209.

Gages for Unified SELF-LOCK coarse thread, see page 455

@ = In stock V= 195
= Allow 7 days for delivery



E M UE E Roll Form Taps HSS Extra
STEEL
DIN Length - ANSI Shank Steel
Overall length acc. to DIN 2174 Materials
i
L
I3
l2 u] IE
= st L' | Reinforced Shank
= [ | (LKNo.4-LK?3s)
[
l2
s — 3 D L__| Reduced Shank
— (LK 7/16 - LK 1/2)
60 o Type BT
W ﬂ Coating TN |
' ' Cutting Material HSS Extra |
- 1Y BT 6’oe Technical Characteristics
. . > 36 T.PI. ZV_V.?VV E/15-2 |
Unified SELF-LOCK Fine Thread & E/0/P
EMUGE Standard
Thread Depth max. 3 x d4
and Hole Shape T
| ||
Applications — Material | P [1.1-3.1
11-212
N 145212
. Tool Identification| BU931400
Reinforced Shank : Druck
Nominal TP inch H Dimens. | 1-STEEL/E-SN
Size I I, Is gdp O i 1D TIN
0dy
[KNo. 4 48 2.205 0.433 0.709 0.141 0.110 [ 0.1055 | .5707 °
LKNo. 6 40 2.205 0.472 0.787 0.141 0.110 |0.1299 | .5709 °
LKNo. 8 36 2.480 0.512 0.827 0.168  0.131 |0.1555 | .5710 °
LKNo.10 32 2.756 0.512 0.984 0.194  0.152 |0.1811 | 5711 °
LK 14 28 3.150 0.669 1.181 0.255 0191 |0.2382 | .5713 °
LK 51 24 3.543 0.669 1.260 0.318  0.238 | 0.2992 | .5714 °
LK 38 24 3.937 0.709 1.535 0.381 0.286 | 0.3622 | 5715 °
Tool Identification | CU931400
Reduced Shank , Druck
Nominal TPl inch H RUISR 2-STEEL/E-SN
Size I I, Is 0d, O 3 ID TIN
o dy
LK 716 20 3.937 0.866 = 0.323  0.242 | 04213 | .5716 °
LK 1/ 20 3.937 0.866 — 0.367 _ 0.275 | 0.4843 | 5717 °

We recommend a smaller preparatory diameter by 0.002 in for difficult to form materials (such as aluminum cast alloys) for P = 24 T.P.l. and coarser threads.
For further information regarding the recommended preparatory diameters, see page 208 - 209.

'ﬂ
= i - |

Gages for Unified SELF-LOCK fine thread, see page 456

"

Ordering Example: BU931400.5707



Roll Form Taps

ussexra  =INALIGE

STEEL
DIN Length - DIN Shank Steel
Materials
N | &
3 3
i i
[
I3
Iy O
Sl —— —73 —— —~—F Reinforced Shank
60 o Type BT BT
“I’ ﬂ Coating TN | TN |
' ' Cutting Material HSS Extra | HSS Extra |
- MY BT 6’0e Technical Characteristics
. P <0.7mm Z?E]" C/2-3 C/2-3 |
Metric SELF-LOCK Coarse Thread & BTGV ETOVIE
EMUGE Standard
Thread Depth max. 3 x d4
and Hole Shape T
1|
Applications — Material | P (1.1-3.1 P 1131
11-212 11212
N 145212 | N 145212
. Tool Identification | B0911400 B0921400
Reinforced Shank ! H Druck Druck
Nominal mm Dimens. 1-STEEL 1-STEEL-SN
Size P I I, Is 0d, O 3 1D TIN TIN
ody
LK-M 3 0.5 56 11 18 86 2.7 2.85 .1046 * *
LK-M 4 0.7 63 13 21 45 3.4 3.8 .1048 * *
LK-M 5 0.8 70 15 25 6 4.9 4.8 .1050 * *
LK-M 6 1 80 17 30 6 49 5.7 .1052 * *
LK-M 8 1.25 90 20 86 8 6.2 7.6 .1054 * *
LK-M 10 15 100 22 39 10 8 9.5 .1056 * *
2) Restricted application possibilities with emulsion
The alternative in locking
thread technology and thread
stripping prevention.
o Self-locking internal thread form
e For standard external fasteners
e Eliminates need for costly and
ineffective inserts or locking parts
e Ease of assembly
e Provides uniform distribution of load )
over the entire thread length M. 1
 Reduces probability of thread stripping \
in aluminum and other soft materials )
BT = Wedge ramp inclined backwards
- |
ﬂ We recommend a smaller preparatory diameter by 0.05 mm for difficult to form materials (such as aluminum cast alloys) for P > 1 mm