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Key Features =z#=

- High performance taps, designed for long lasting tool life, durability and high cutting speed to ensure

that each thread is as good and accurate as the first one and as little time-consuming as possible.
BitEELs, KNNESHIRT, ATRANISEEIN, MRESMBSHRIFNIERN, SERMHEN,
- Variety of tap designs and grades ensures there is a perfect tap for each work application.
TEMENLELEIITME, RIETLERHNATE—MMINA.

Product Identification ===
Ordering Codes itz

Crs [D37Ifl C |M6x1.0l |6HX] XT3
I S T T

CTS - Spiral Tap Standard Front Chamfer Th;ﬁgci itzyepe Thread Tolerance
CTP - Spiral Point || D371=DIN-371 Size Direction 6H
Tap D374=DIN-374 || A:6-8Threads | MRECREFIME L=LH 6HX
CTF - Forming Tap|| D376=DIN-376 || B:4-5Threads EFiE
D5156=DIN-5156 || C:2-3 Threads PNEFR /
(CT=CarmexTap) || J430=JIS B-4430
B K E Grades and Coatings

CTS - iRfEtg L LA A: 6-87MZEE XT3: HSSE-PM + Multi-layer high
CTP - RiimighE /) iifa 225 D371=DIN371 B: 4-52EE performance coating
CTF - HiE £ D374=DIN374 C: 2-37RiE XT5: HSSE + Multi-layer coating
(CT=Carmex£:i) 3:225:')73;?56 XT7: HSSE-PM + Multi-layer coating

J430=JIS B-4430

MERERE

XT3 BHEEW-MKREE+ZEEERERE

XTs: S ERM+SRRE
XT7: SHEERR-NRAE+ZEIRE
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HPC Taps mt:sewse

ISO metric coarse M -DIN13 1SO /\&l|¥85F M-DIN 13

DIN371 DIN 371-481# . DIN376 DIN 376-4H1%
[
: i s ?
2.5xd1 3xd1 2.5xd1 3xd1
C (2-3) B (4-5) C(2-3) B (4-5)
Y I VY orion, i O
R45° R45°
IR IR
cTp CTP
1SO Pl M H S | H
BIgSNME RS XT3Grade | @ | © | ® | ® | ®
Pitch iTHS e T3 N | BRKE 5B
di e Ordering Code d2 L1 L2 L3 a E@
CTS D371 C M3x0.5 6HX XT3 35 56 5 18 2.7 2.50
M 0 CTP D371 B M3x0.5 6HX XT3 35 56 5 18 2.7 2.50
CTS D371 C M4x0.7 6HX XT3 45 63 7 21 3.4 3.30
M o7 CTP D371 B M4x0.7 6HX XT3 45 63 7 21 3.4 3.30
CTS D371 C M5x0.8 6HX XT3 6.0 70 8 25 4.9 4.20 O
Mo 08 CTP D371 B M5x0.8 6HX XT3 6.0 70 8 25 4.9 4.20
CTS D371 C M6x1.0 6HX XT3 6.0 80 10 30 4.9 5.00
Mo "o CTP D371 B M6x1.0 6HX XT3 6.0 80 10 30 4.9 5.00
CTS D371 C M8x1.25 6HX XT3 8.0 90 13 35 6.2 6.80
M8 129 CTP D371 B M8x1.25 6HX XT3 8.0 920 13 35 6.2 6.80
CTS D371 C M10x1.5 6HX XT3 10.0 100 15 39 8.0 8.50
M10 "o CTP D371 B M10x1.5 6HX XT3 10.0 100 15 39 8.0 8.50
CTS D376 C M12x1.75 6HX XT3 9.0 110 18 - 7.0 10.20
Mz 17 CTP D376 B M12x1.75 6HX XT3 9.0 110 18 - 7.0 10.20
CTS D376 C M16x2.0 6HX XT3 12.0 110 20 - 9.0 14.00
M1 20 CTP D376 B M16x2.0 6HX XT3 12.0 110 20 s 9.0 14.00

Order example: CTS D371 C M6x1.0 6HX XT3  iT&=#: CTS D371 C M6X1.0 6HX XT3 O
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Machine Taps nmus

ISO metric coarse M-DIN13 1SO A\ §I%H5F M-DIN 13

DIN371 DIN 371 84 . DIN376 DIN 376 Hi#
[
I I 1
7 L 27 |
2.5xd1 3xd1 2.5xd1 3xd1
O C (2-3) B (4-5) \‘ C(2-3) B (4-5)
LN oD LN N
R40° R40° £
BiRERE y BiEiERE é .
CTS CcTP CTS CcTP
1SO P| M H s | H
ESINE 4835 XT5 Grade | ® ° ) °

Pitch TS iz SR VALS BEUKE Vil % |
di ey Ordering Code d2 L1 L2 L3 a E @
M3 0.5 CTS D371 C M3x0.5 6H XT5 3.5 56 5 18 2.7 - 2.50
CTP D371 B M3x0.5 6H XT5 815 56 10 18 2.7 2.50
CTS D371 C M4x0.7 6H XT5 4.5 63 7 21 3.4 3.30
M4 0-7 CTP D371 B M4x0.7 6H XT5 4.5 63 12 21 3.4 3.30
CTS D371 C M5x0.8 6H XT5 6.0 70 8 25 4.9 4.20
O Mo 08 CTP D371 B M5x0.8 6H XT5 6.0 70 14 25 4.9 4.20
CTS D371 C M6x1.0 6H XT5 6.0 80 10 30 4.9 5.00
Me 10 CTP D371 B M6x1.0 6H XT5 6.0 80 18 30 4.9 5.00
CTS D371 C M8x1.25 6H XT5 8.0 90 13 35 6.2 6.80
M8 125 CTP D371 B M8x1.25 6H XT5 8.0 90 20 35 6.2 6.80
M10 5 CTS D371 C M10x1.5 6H XT5 10.0 100 15 39 8.0 8.50
CTP D371 B M10x1.5 6H XT5 10.0 100 20 39 8.0 8.50
CTS D376 C M12x1.75 6H XT5 9.0 110 18 - 7.0 10.20
M12 175 CTP D376 B M12x1.75 6H XT5 9.0 110 24 - 7.0 10.20
CTS D376 C M16x2.0 6H XT5 12.0 110 20 - 9.0 14.00
M16 20 CTP D376 B M16x2.0 6H XT5 12.0 110 32 - 9.0 14.00
M20 o5 CTS D376 C M20x2.5 6H XT5 16.0 140 25 - 12.0 17.50
CTP D376 B M20x2.5 6H XT5 16.0 140 32 - 12.0 17.50
M24 3.0 CTS D376 C M24x3.0 6H XT5 18.0 160 30 - 14.5 21.00
CTP D376 B M24x3.0 6H XT5 18.0 160 38 - 14.5 21.00

O Order example: CTS D371 C M8x1.25 6H XT5 iT#&=#: CTS D 371 C M8X1.25 6H XT5




@ Carmex Precision Tools Ltd. Eﬂﬂ]ﬁ“ﬁiﬁ S u pe rc ut Ta ps

O
Forming Taps wimus

ISO metric coarse M-DIN13 1SO A 4I¥8F M-DIN 13

DIN 371 DIN 371-#81# DIN376 pIN 376-4A47

NE=

NE=
'i

3xd1 3xd1

L1

C (2-3)

CTF
ISO P | M S | H
XT7Grade | ® | ® °
DN
— i85S w2 | Bk DK | BRKE| B |w
di Ordering Code d2 L1 L2 L3 a %@
mm 28
M3 0.5 | CTF D371 C M3x0.5 6HX XT7 35 56 10 18 2.7 2.80
M3.5 0.6 | CTFD371C M3.5x0.6 6HX XT7 | 4.0 56 12 20 3.0 3.25
M4 0.7 | CTF D371 C M4x0.7 6HX XT7 4.5 63 7 21 3.4 3.70
M5 0.8 | CTF D371 C M5x0.8 6HX XT7 6.0 70 8 25 4.9 4.65
M6 1.0 | CTF D371 C M6x1.0 6HX XT7 6.0 80 10 30 4.9 5.60 O
M7 1.0 | CTF D371 C M7x1.0 6HX XT7 7.0 80 10 30 5.5 6.60
M8 1.25 | CTF D371 C M8x1.25 6HX XT7 | 8.0 90 13 35 6.2 7.45
M9 1.25 | CTF D371 C M9x1.25 6HX XT7 | 9.0 90 13 35 7.0 8.45
M10 1.5 | CTF D371 C M10x1.5 6HX XT7 | 10.0 100 15 39 8.0 9.35
M12 | 1.75 | CTF D376 C M12x1.75 6HX XT7 | 9.0 110 18 - 7.0 11.25
M14 2.0 | CTFD376 C M14x2.0 6HX XT7 | 11.0 110 20 - 9.0 | 13.10
M16 2.0 | CTFD376 C M16x2.0 6HX XT7 | 12.0 110 20 - 9.0 | 15.10

Order example: CTF D371 C M6x1.0 6HX XT7 CTF D 371 C M6X1.0 6HX XT7
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HPCTaps w=t:tess

ISO metric fine MF-DIN13 1SO 2\ 4lI405F MF-DIN 13

DIN371 DIN 3714847 . DIN374 DIN 376-4R17
27 il 27 (]
2.5xd1 3xd1 2.5xd1 3xd1
O C (2-3) B (4-5) C(2-3) B (4-5)
R45° R45°
BHEERE IBREERE
CcTP CcTP
ISO B M S H
XT3 Grade | @ ) ® ) )
EByspz  BRE
Biteh T8RS Wiz 2K 7 BRKE bl sk
itc : L
di e Ordering Code d2 L1 L2 L3 a E%
CTS D371 C M8x1.0 6HX XT3 8.0 90 13 35 6.2 7.00
M8 1.0
CTP D371 B M8x1.0 6HX XT3 8.0 90 13 85) 6.2 7.00
CTS D371 C M10x1.0 6HX XT3 10.0 90 13 35 8.0 9.00
M10 1.0
CTP D371 B M10x1.0 6HX XT3 10.0 90 13 35 8.0 9.00
O CTS D374 C M12x1.25 6HX XT3 9.0 100 15 - 7.0 10.80
M12 1.25
CTP D374 B M12x1.25 6HX XT3 9.0 100 15 - 7.0 10.80

Order example: CTP D374 B M12x1.25 6HX XT3 iT#&=t#: CTP D 374 B M12X1.25 6HX XT3
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Machine Taps nmus

ISO metric fine MF-DIN13 1SO 2\ 4§85 MF-DIN 13

DIN 371 DIN 371-f84% . DIN 374 DIN 374-4Ri#
i | .
%1 | 27 |
2.5xd1 3xd1 2.5xd1 3xd1
C (2-3) B (4-5) C(2-3) B (4-5) O
R40° R40°
BN | BN
CTP CTP
ISO P M S | H
——— - XT5 Grade ) ) ) °
1z
: iTEe iz Bk R | BRKE 5 |
di Fiich Ordering Code d2 L1 L2 L3 a %@
%
CTS D371 C M8x1.0 6H XT5 8.0 90 13 35 6.2 7.0
M8 1.0
CTP D371 B M8x1.0 6H XT5 8.0 90 20 35 6.2 7.0
CTS D371 C M10x1.0 6H XT5 | 10.0 920 13 35 8.0 9.0
M10 1.0
CTP D371 B M10x1.0 6H XT5 | 10.0 90 20 35 8.0 9.0
CTS D374 C M12x1.256H XT5| 9.0 100 15 - 7.0 10.8 O
M12 1.25
CTP D374 B M12x1.256H XT5| 9.0 100 20 . 7.0 10.8

Order example: CTP D371 B M10x1.0 6H XT5 iT#&=#%: CTP D 371 B M10X1.0 6H XT5
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Forming Taps s

ISO metric fine MF - DIN13 |SO 42 4%I4H5F MF-DIN13

DIN 371 DIN 371-#8#% DIN 374 DIN 374-481R
T |
77 il %% il
3xd1 3xd1
C (2-3) C(2-3)

ISO P | M S H
XT7 Grade ® ) )

EaME B

o | Pl Ordering Coc e | n |z |"E| L i
o g Code 3 a E%
M8 1.0 CTF D371 C M8x1.0 6HX XT7 8.0 90 13 35 6.2 7.6
M10 1.0 CTF D371 C M10x1.0 6HX XT7 9.0 90 13 35 7.0 9.6
M10 1.0 CTF D374 C M10x1.0 6HX XT7 7.0 90 10 - 5.5 9.6
M12 1.0 CTF D374 C M12x1.0 6HX XT7 9.0 100 10 - 7.0 11.6
O M12 15 CTF D374 C M12x1.5 6HX XT7 9.0 100 15 - 7.0 11.35
M16 1.5 CTF D374 C M16x1.5 6HX XT7 12.0 100 15 = 9.0 15:35

Order example: CTF D371 C M8x1.0 6HX XT7 iT#zt4%: CTF D 371 C M8X1.0 6H XT7
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HPC Taps e

ISO metric-JIS 1SO A%l-JIS (BZA4T )

JIS = Japanese Industrial Standard IS = HZs T \l4F

JISB-4430 Jis (H#x) B-4430 . JISB-4430Jis (H#%) B-4430
<M8 2M8 |'
IhFMm8 AFEFMS8
A
@d2
1 .
27 il 27 i
2.5xd1 < 3xd1 2.5xd1 3xd1
C (2-3) B (4-5) C(2-3) B (4-5) :
B 1| =2 oA BN
R45° q R45°
EhEERAE 1BhEE s
@dl
CTS CTP CTP
ISO P | M S | H
XT3 Grade ) ) ® ) )
2oz IREE
_ TS 2 BE K | BRKE 5
di Pitch Ordering Code d2 L1 L2 L3 a ’}"@
[
CTS J430 C M3x0.5 OH2 XT3 4.0 46 5 19 3.2 25
M3 0.5
CTP J430 B M3x0.5 OH2 XT3 4.0 46 5 19 3.2 25
CTS J430 C M4x0.7 OH3 XT3 5.0 52 7 21 4.0 3.3 O
M4 0.7
CTP J430 B M4x0.7 OH3 XT3 5.0 52 7 21 4.0 3.3
CTS J430 C M5x0.8 OH3 XT3 5.5 60 8 24 45 4.2
M5 0.8
CTP J430 B M5x0.8 OH3 XT3 5.5 60 8 24 45 4.2
CTS J430 C M6x1.0 OH3 XT3 6.0 62 10 29 45 5.0
M6 1.0
CTP J430 B M6x1.0 OH3 XT3 6.0 62 10 29 4.5 5.0
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§295M2 12 15S LGk BK K  BRKE V;] HILER
di 'Tn'tﬁjh Ordering Code d2 L1 L2 L3 a @

CTS J430 C M8x1.25 OH3 XT3 6.2 70 13 - 5.0 6.8

M8 125 CTP J430 B M8x1.25 OH3 XT3 6.2 70 13 - 5.0 6.8

CTS J430 C M8x1.0 OH3 XT3 6.2 70 10 - 5.0 7.0

M8 10 CTP J430 B M8x1.0 OH3 XT3 6.2 70 10 - 5.0 7.0

CTS J430 C M10x1.5 OH3 XT3 7.0 75 15 - 5.5 8.5

M0 1 CTP J430 B M10x1.5 OH3 XT3 7.0 75 15 - 55 8.5

CTS J430 C M10x1.25 OH3 XT3 7.0 75 15 - 5.5 8.8

M10 125 CTP J430 B M10x1.25 OH3 XT3 7.0 75 15 - 555 8.8

CTS J430C M10x1.0 OH3 XT3 7.0 75 10 - 55 9.0

O M10 10 CTP J430 B M10x1.0 OH3 XT3 7.0 75 10 - 5.5 9.0
CTS J430 C M12x1.75 OH4 XT3 8.5 82 18 - 6.5 10.2

Mz 17 CTP J430 B M12x1.75 OH4 XT3 8.5 82 18 = 6.5 10.2
CTS J430 C M12x1.5 OH3 XT3 8.5 82 15 - 6.5 10.5

M2 1 CTP J430 B M12x1.5 OH3 XT3 8.5 82 15 - 6.5 10.5
CTS J430 C M14x2.0 OH4 XT3 10.5 88 20 - 8.0 12.0

M 20 CTP J430 B M14x2.0 OH4 XT3 10.5 88 20 - 8.0 12.0
CTS J430 C M14x1.5 OH3 XT3 10.5 88 15 - 8.0 12.5

M 1 CTP J430 B M14x1.5 OH3 XT3 10.5 88 15 = 8.0 12.5
CTS J430 C M16x2.0 OH4 XT3 12.5 95 20 - 10.0 14.0

M8 20 CTP J430 B M16x2.0 OH4 XT3 12.5 95 20 - 10.0 14.0
CTS J430 C M16x1.5 OH3 XT3 125 95 15 - 10.0 14.5

O M1 1 CTP J430 B M16x1.5 OH3 XT3 12.5 95 15 - 10.0 14.5

Order example: CTS J430 C M3x0.5 OH2 XT3 iT#5{##: CTS J430 C M3X0.5 OH2 XT3
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Machine Taps nmus

ISO metric-JIS |50 L&I-JIS (BZAARE)

JIS = Japanese Industrial Standard  J15=H 7 T \l/#7

JISB-4430 Ji1S (H%) B-4430 JISB-4430Ji1S (H4%) B-4430
<M8 2M8
M8 AKFEFMmS8
i il
3xd1 3xd1 O
B (4-5) | B (4-5)

CTP CTP
ISO P v I s  +
U 425 XT5Grade | @ | @ ‘ ) ‘ ° ‘
: THS LT BK VARS BHKE B s
di '?.:;‘fnh Ordering Code d2 L1 L2 L3 a %‘@
CTS J430 C M3x0.5 OH2 XT5 4.0 46 5 19 3.2 25
M3 0 CTP J430 B M3x0.5 OH2 XT5 4.0 46 10 19 3.2 2.5
CTS J430 C M4x0.7 OH3 XT5 5.0 52 7 21 4.0 3.3 O
M o CTP J430 B M4x0.7 OH3 XT5 5.0 52 12 21 4.0 318
CTS J430 C M5x0.8 OH3 XT5 5.5 60 8 24 4.5 4.2
M 08 CTP J430 B M5x0.8 OH3 XT5 5.5 60 14 24 4.5 4.2
CTS J430 C M6x1.0 OH3 XT5 6.0 62 10 29 4.5 5.0
Mo 10 CTP J430 B M6x1.0 OH3 XT5 6.0 62 18 29 4.5 5.0
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1BsME  4BEE THS LiEES 58S K BEKE A #HILERR
di 'Tn'tﬁjh Ordering Code d2 L1 L2 L3 a @
CTS J430 C M8x1.25 OH3 XT5 6.2 70 13 - 5.0 6.8
M8 125 CTP J430 B M8x1.25 OH3 XT5 6.2 70 20 - 5.0 6.8
CTS J430 C M8x1.0 OH3 XT5 6.2 70 10 - 5.0 7.0
M8 10 CTP J430 B M8x1.0 OH3 XT5 6.2 70 20 = 5.0 7.0
CTS J430 C M10x1.5 OH3 XT5 7.0 75 15 - 5.5 8.5
M0 1 CTP J430 B M10x1.5 OH3 XT5 7.0 75 20 - 55 8.5
CTS J430 C M10x1.25 OH3 XT5 7.0 75 15 - 5.5 8.8

M10 1.25
CTP J430 B M10x1.25 OH3 XT5 7.0 75 20 - 55 8.8
CTS J430C M10x1.0 OH3 XT5 7.0 75 10 - 55 9.0
O M10 10 CTP J430 B M10x1.0 OH3 XT5 7.0 75 20 - 55 9.0
CTS J430 C M12x1.75 OH4 XT5 8.5 82 18 - 6.5 10.2

M12 1.75
CTP J430 B M12x1.75 OH4 XT5 8.5 82 24 = 6.5 10.2
CTS J430 C M12x1.5 OH3 XT5 8.5 82 15 - 6.5 10.5
Mz 1 CTP J430 B M12x1.5 OH3 XT5 8.5 82 20 - 6.5 10.5
CTS J430 C M14x2.0 OH4 XT5 10.5 88 20 - 8.0 12.0
M 20 CTP J430 B M14x2.0 OH4 XT5 10.5 88 25 - 8.0 12.0
CTS J430 C M14x1.5 OH3 XT5 10.5 88 15 - 8.0 12.5
M4 1 CTP J430 B M14x1.5 OH3 XT5 10.5 88 20 = 8.0 12.5
CTS J430 C M16x2.0 OH4 XT5 12.5 95 20 - 10.0 14.0
M6 20 CTP J430 B M16x2.0 OH4 XT5 12.5 95 32 - 10.0 14.0
CTS J430 C M16x1.5 OH3 XT5 125 95 15 - 10.0 14.5
O M1 1 CTP J430 B M16x1.5 OH3 XT5 12.5 95 20 - 10.0 14.5

Order example: CTS J430 CM3x0.5 OH2 XT5  ;Tggzt#%: CTS J430 C M3X0.5 OH2 XT5
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HPCTaps =teess

UN Coarse ANSI B-1.1 UN #85F %[E ANSI B-1.1
DIN 371 DIN 371-484% . DIN 376 DIN 376-4Rif

a

1 ] .
27 il 27 (]
2.5xd1 3xd1 2.5xd1 3xd1
C (2-3) B (4-5) C(2-3) B (4-5)
ooty B | s BN BV O
R45° R45°
iR e
CTS CTP cTP
1SO P | M s | H
XT3 Grade | @ ° ) ° )
UNCHRZF #8455M2
iTHE R | Bk NE | BREE | B |
UNC | df Ordering Code d2 L1 L2 L3 a }L@
&
CTS D371 C 2-56UNC 2BX XT3 2.8 45 10 13 2.1 1.85
256 | 2.184
CTP D371 B 2-56UNC 2BX XT3 2.8 45 10 13 2.1 1.85
CTS D371 C 4-40UNC 2BX XT3 35 56 5 18 27 2.35
4-40 | 2.844
CTP D371 B 4-40UNC 2BX XT3 35 56 5 18 27 2.35
CTS D371 C 5-40UNC 2BX XT3 35 56 7 18 27 2.65 O
5-40 | 3.175
CTP D371 B 5-40UNC 2BX XT3 35 56 7 18 27 2.65
CTS D371 C 6-32UNC 2BX XT3 4.0 56 6 20 3.0 2.85
6-32 | 3.505
CTP D371 B 6-32UNC 2BX XT3 4.0 56 6 20 3.0 2.85
CTS D371 C 8-32UNC 2BX XT3 45 63 7 21 3.4 3.50
8-32 | 4.165
CTP D371 B 8-32UNC 2BX XT3 45 63 7 21 3.4 3.50
CTS D371 C 10-24UNC 2BX XT3 6.0 70 8 25 4.9 3.90
10-24 | 4.826
CTP D371 B 10-24UNC 2BX XT3 6.0 70 8 25 4.9 3.90
CTS D371 C 12-24UNC 2BX XT3 6.0 80 10 30 4.9 4.50
12-24 | 5.486
CTP D371 B 12-24UNC 2BX XT3 6.0 80 10 30 4.9 4.50
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UNCHE5F $845M2 iT5S LSEES SR VAR BHKE V7] L ER
UNC di Ordering Code d2 L1 L2 L3 a @
CTS D371 C 0250-20UNC 2BX XT3 7.0 80 13 30 5.5 5.10

1/4-20 | 6.350
CTP D371 B 0250-20UNC 2BX XT3 7.0 80 13 30 515 5.10
CTS D371 C 0312-18UNC 2BX XT3 8.0 90 13 35 6.0 6.60

5/16-18 | 7.938
CTP D371 B 0312-18UNC 2BX XT3 8.0 90 13 35 6.0 6.60
CTS D371 C 0375-16UNC 2BX XT3 10.0 100 15 39 8.0 8.00

3/8-16 | 9.525
CTP D371 B 0375-16UNC 2BX XT3 10.0 100 15 39 8.0 8.00
CTS D376 C 0437-14UNC 2BX XT3 8.0 100 15 - 6.2 9.40

7/16-14| 11.112
CTP D376 B 0437-14UNC 2BX XT3 8.0 100 15 = 6.2 9.40
CTS D376 C 0500-13UNC 2BX XT3 9.0 110 18 - 7.0 10.80

1/2-13 | 12.700
CTP D376 B 0500-13UNC 2BX XT3 9.0 110 18 - 7.0 10.80
CTS D376 C 0562-12UNC 2BX XT3 11.0 110 20 - 9.0 12.20

9/16-12 | 14.288
CTP D376 B 0562-12UNC 2BX XT3 11.0 110 20 - 9.0 12.20
CTS D376 C 0625-11UNC 2BX XT3 12.0 110 22 - 9.0 13.50

5/8-11 | 15.875
CTP D376 B 0625-11UNC 2BX XT3 12.0 110 22 = 9.0 13.50

Order example: CTS D376 C 0562-12UNC 2BX XT3 iT#=#: CTS D 376 C 0562 -12UNC 2BX XT3




@ Cal” mex Precision Tools Ltd.

wiEizs  Supercut Taps

Machine Taps nmss

UN Coarse ANSIB-1.1 UN $H5F 2=[EANSI B-1.1

R40°
RherE R E

DIN 371 DIN 371-4H##

3x61

cTP

O

DIN 376 DIN 376-/R1A

[

cTP

ISO P M s|H
XT5 Grade ° ° ° °
UNCHESF 1244032
iTHe Wz B DK | BREE| B s
UNC di Ordering Code d2 L1 L2 L3 a %%
(=
CTS D371 C 2-56UNC 2B XT5 2.8 45 10 13 2.1 1.85
2-56 2.184
CTP D371 B 2-56UNC 2B XT5 | 2.8 45 10 13 2.1 1.85
CTS D371 C 4-40UNC 2B XT5 | 3.5 56 5 18 27 235
4-40 | 2.844
CTP D371 B 4-40UNC 2B XT5 | 35 56 10 18 27 235
CTS D371 C 5-40UNC 2B XT5 | 3.5 56 7 18 27 2.65 O
5-40 | 3.175
CTP D371 B 5-40UNC 2B XT5 &5 56 10 18 2.7 2.65
CTS D371 C6-32UNC 2B XT5 | 4.0 56 6 20 3.0 285
6-32 | 3.505
CTP D371 B 6-32UNC 2B XT5 | 4.0 56 12 20 3.0 2.85
CTS D371 C 8-32UNC 2B XT5 | 4.5 63 7 21 3.4 3.50
8-32 | 4.165
CTP D371 B8-32UNC 2B XT5 | 45 63 12 21 3.4 3.50
CTS D371 C 10-24UNC 2B XT5 | 6.0 70 8 25 49 3.90
1024 | 4.826
CTP D371 B 10-24UNC 2B XT5 | 6.0 70 14 25 49 3.90
CTS D371 C 12-24UNC 2B XT5 | 6.0 80 10 30 49 4.50
12-24 5.486
CTP D371 B 12-24UNC 2B XT5 | 6.0 80 18 30 49 4.50
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O

UNCHBF 12413 %S LSEES SR K BAHRKE V;] HILER
UNC d1 Ordering Code d2 L1 L2 L3 a @
CTS D371 C 0250-20UNC 2B XT5 7.0 80 13 30 5.5 5.10

1/4-20 6.350
CTP D371 B 0250-20UNC 2B XT5 7.0 80 18 30 5.5 5.10
CTS D371 C 0312-18UNC 2B XT5 8.0 90 13 35 6.0 6.60

5/16-18 | 7.938
CTP D371 B 0312-18UNC 2B XT5 8.0 90 20 35 6.0 6.60
CTS D371 C 0375-16UNC 2B XT5 10.0 100 15 39 8.0 8.00

3/8-16 9.525
CTP D371 B 0375-16UNC 2B XT5 10.0 100 20 39 8.0 8.00
CTS D376 C 0437-14UNC 2B XT5 8.0 100 15 - 6.2 9.40

716-14 | 11.112
CTP D376 B 0437-14UNC 2B XT5 8.0 100 22 = 6.2 9.40
CTS D376 C 0500-13UNC 2B XT5 9.0 110 18 - 7.0 10.80

1/2-13 12.700
CTP D376 B 0500-13UNC 2B XT5 9.0 110 24 - 7.0 10.80
CTS D376 C 0562-12UNC 2B XT5 11.0 110 20 - 9.0 12.20

9/16-12 | 14.288
CTP D376 B 0562-12UNC 2B XT5 11.0 110 25 - 9.0 12.20
CTS D376 C 0625-11UNC 2B XT5 12.0 110 22 - 9.0 13.50

5/8-11 15.875
CTP D376 B 0625-11UNC 2B XT5 12.0 110 32 - 9.0 13.50
CTS D376 C 0750-10UNC 2B XT5 14.0 125 25 - 11.0 16.50

3/4-10 | 19.050
CTP D376 B 0750-10UNC 2B XT5 14.0 125 32 - 11.0 16.50
CTS D376 C 0875-9UNC 2B XT5 18.0 140 30 - 14.5 19.50

7/8-9 22.225
CTP D376 B 0875-9UNC 2B XT5 18.0 140 32 - 14.5 19.50
CTS D376 C 1-8UNC 2B XT5 20.0 160 30 - 16.0 22.25

1-8 25.400
CTP D376 B 1-8UNC 2B XT5 20.0 160 38 - 16.0 22.25

Order example: CTP D371 B 0250-20UNC 2B XT5 iT#z#£: CTP D 371 B 0250-20UC 2B XT5

O
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O
Forming Taps sz«

UN Coarse ANSI B-1.1 UN $85F Z£[EANSI B-1.1

DIN 371 DIN 371-481f DIN376 DIN 376-4if

il il i 1
i i
7 Y
3xd1 3xd1
C (2-3) C(2-3)

ISO P | M S | H
XT7 Grade ° ° °

UNCHEZF BLIME

iTHRS LT BK DK | BRKE V]
UNC di Ordering Code d2 L1 L2 L3 a E%
5-40 3.175 CTF D371 C 5-40UNC 2BX XT7 3.5 56 7 18 2.7 2.90
6-32 3.505 CTF D371 C 6-32UNC 2BX XT7 4.0 56 6 20 3.0 3.15
8-32 4.165 CTF D371 C 8-32UNC 2BX XT7 45 63 7 21 34 3.80
10-24 4.826 CTF D371 C 10-24UNC 2BX XT7 6.0 70 8 25 4.9 4.35 Q
12-24 5.486 CTF D371 C 12-24UNC 2BX XT7 6.0 80 10 30 4.9 5.00
1/4-20 6.350 CTF D371 C 0250-20UNC 2BX XT7 7.0 80 13 30 5.5 5.75
5/16-18 | 7.938 CTF D371 C 0312-18UNC 2BX XT7 8.0 90 13 35 6.0 7.30
3/8-16 9.525 CTF D371 C 0375-16UNC 2BX XT7 | 10.0 100 15 39 8.0 8.80
7/16-14 | 11.112 | CTF D376 C 0437-14UNC 2BX XT7 8.0 100 15 - 6.2 10.25
1/2-13 | 12.700 | CTF D376 C 0500-13UNC 2BX XT7 9.0 110 18 - 7.0 11.80
5/8-11 15.875 CTF D376 C 0625-11UNC 2BX XT7 12.0 110 20 - 9.0 14.80

Order example: CTF D371 C0312-18UNC 2BX XT7 iT#=#f: CTF D 371 C 0312-18UNC 2BX XT7




Supercut Taps @y Sa Carmex v

O
HPC Taps w:eees

UN Fine ANSI B-1.1 UN A% 3EANSI B-1.1

DIN371 DIN 371-481% . DIN374 DIN 374-484#
i i i ]
77 l 77 |
2.5xd1 3xd1 2.5xd1 3xd1
O C (2-3) B (4-5) C(2-3) B (4-5)
R45° R45°
EhEERE EhEERAE
CTP CTP
ISO P | M S | H
XT3 Grade ° °® ° °® °
UNFARZF sgsyshi2
iTHS 1z BE K | BRKE| B |w
UNF | di Ordering Code d2 L1 L2 L3 a %@
o
CTS D371 C 4-48UNF 2BX XT3 35 56 5 18 27 2.40
4-48 | 2.844
CTP D371 B 4-48UNF 2BX XT3 35 56 5 18 27 2.40
CTS D371 C 5-44UNF 2BX XT3 35 56 7 18 2.7 2.70
5-44 | 3.175
CTP D371 B 5-44UNF 2BX XT3 35 56 7 18 27 2.70
O CTS D371 C 6-40UNF 2BX XT3 4.0 56 6 20 3.0 2.95
6-40 | 3.505
CTP D371 B 6-40UNF 2BX XT3 4.0 56 6 20 3.0 2.95
CTS D371 C 8-36UNF 2BX XT3 45 63 7 21 3.4 3.50
8-36 | 4.165
CTP D371 B 8-36UNF 2BX XT3 45 63 7 21 3.4 3.50
CTS D371 C 10-32UNF 2BX XT3 6.0 70 8 25 4.9 4.10
10-32 | 4.826
CTP D371 B 10-32UNF 2BX XT3 6.0 70 8 25 4.9 410
CTS D371 C 12-28UNF 2BX XT3 6.0 80 10 30 4.9 4.60
12-28 | 5.486
CTP D371 B 12-28UNF 2BX XT3 6.0 80 10 30 4.9 4.60
CTS D371 C 0250-28UNF 2BX XT3 7.0 80 10 30 55 5.50
1/4-28 | 6.350
CTP D371 B 0250-28UNF 2BX XT3 7.0 80 10 30 5.5 5.50
CTS D371 C 0312-24UNF 2BX XT3 8.0 920 13 35 6.0 6.90
5/16-24| 7.938
CTP D371 B 0312-24UNF 2BX XT3 8.0 90 13 35 6.0 6.90

O
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O

UNFRSF $2L5M2 T8RS e B UAR-S BRKE V7] HILER
UNF di Ordering Code d2 L1 L2 L3 a @

CTS D371 C 0375-24UNF 2BX XT3 10.0 100 15 39 8.0 8.50
3/8-24 | 9.525

CTP D371 B 0375-24UNF 2BX XT3 10.0 100 15 39 8.0 8.50

CTS D374 C 0437-20UNF 2BX XT3 8.0 100 15 - 6.2 9.90
7/16-20 | 11.112

CTP D374 B 0437-20UNF 2BX XT3 8.0 100 15 - 6.2 9.90

CTS D374 C 0500-20UNF 2BX XT3 9.0 100 15 - 7.0 11.50
1/2-20 | 12.700

CTP D374 B 0500-20UNF 2BX XT3 9.0 100 15 - 7.0 11.50

CTS D374 C 0562-18UNF 2BX XT3 11.0 100 15 - 9.0 12.90
9/16-18 | 14.288

CTP D374 B 0562-18UNF 2BX XT3 11.0 100 15 - 9.0 12.90

CTS D374 C 0625-18UNF 2BX XT3 12.0 100 15 - 9.0 14.50
5/8-18 | 15.875

CTP D374 B 0625-18UNF 2BX XT3 12.0 100 15 - 9.0 14.50 Q

Order example: CTP D371 B 0375-24UNF 2BX XT3 iT#5zt4%: CTP DIN 371 B 0375-24UNF 2BX XT3
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O
Machine Taps nm«s

UN Fine ANSI B-1.1 UN 485F 35EANSI B-1.2
e DIN 371DIN 3714817 . DIN374 DIN 374-4H47

] 1]
2 i 24 |
2.5xd1 3xd1 2.5xd1 3xd1
C (2-3) B (4-5) C(2-3) B (4-5)
R40° 0
AR BiERRE
CTP CTP
ISO P M S | H
UNFIE 4giha XT5 Grade ° ) ) )
2 1z
i858 Wiz 1583 VIRSS BHKE vl ik
UNF d1 Ordering Code d2 L1 L2 L3 a %@
2
CTS D371 C 6-40UNF 2B XT5 4.0 56 6 20 3.0 2.95
6-40 | 3.505
CTP D371 B 6-40UNF 2B XT5 4.0 56 12 20 3.0 2.95
CTS D371 C 8-36UNF 2B XT5 45 63 7 21 3.4 3.50
8-36 | 4.165
CTP D371 B 8-36UNF 2B XT5 4.5 63 12 21 3.4 3.50
O CTS D371 C 10-32UNF 2B XT5 6.0 70 8 25 4.9 410
10-32 | 4.826
CTP D371 B 10-32UNF 2B XT5 6.0 70 14 25 4.9 4.10
CTS D371 C 12-28UNF 2B XT5 6.0 80 10 30 4.9 4.60
12-28 | 5.486
CTP D371 B 12-28UNF 2B XT5 6.0 80 18 30 4.9 4.60
CTS D371 C 0250-28UNF 2B XT5 7.0 80 10 30 55 5.50
1/4-28 | 6.350
CTP D371 B 0250-28UNF 2B XT5 7.0 80 18 30 5.5 5.50
CTS D371 C 0312-24UNF 2B XT5 8.0 90 13 35 6.0 6.90
5/16-24 | 7.938
CTP D371 B 0312-24UNF 2B XT5 8.0 90 20 35 6.0 6.90
CTS D371 C 0375-24UNF 2B XT5 10.0 100 15 39 8.0 8.50
3/8-24 | 9.525
CTP D371 B 0375-24UNF 2B XT5 10.0 100 20 39 8.0 8.50
7/16-20 | 11.112 | CTS D374 C 0437-20UNF 2B XT5 8.0 100 15 - 6.2 9.90
CTP D374 B 0437-20UNF 2B XT5 8.0 100 20 - 6.2 9.90
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O

UNFAS  i2e4Mz 15S LK SR K BRKE F  HILER
UNF di Ordering Code d2 L1 L2 L3 a @
1/2-20 | 12.700 CTS D374 C 0500-20UNF 2B XT5 9.0 100 15 - 7.0 11.50
CTP D374 B 0500-20UNF 2B XT5 9.0 100 20 - 7.0 11.50
9/16-18 | 14.288 CTS D374 C 0562-18UNF 2B XT5 11.0 100 15 - 9.0 12.90
CTP D374 B 0562-18UNF 2B XT5 11.0 100 20 - 9.0 12.90
5/8-18 15.875 CTS D374 C 0625-18UNF 2B XT5 12.0 100 15 - 9.0 14.50
CTP D374 B 0625-18UNF 2B XT5 12.0 100 20 - 9.0 14.50
3/4-16 | 19.050 CTS D374 C 0750-16UNF 2B XT5 14.0 110 17 - 11.0 | 17.50
CTP D374 B 0750-16UNF 2B XT5 14.0 110 24 - 11.0 | 17.50
7/8-14 | 22.225 CTS D374 C 0875-14UNF 2B XT5 18.0 125 17 - 14.5 | 20.40
CTP D374 B 0875-14UNF 2B XT5 18.0 125 24 - 14.5 20.40
1-12 25.400 CTS D374 C 1-12UNF 2B XT5 18.0 140 20 - 14.5 23.25 Q
CTP D374 B 1-12UNF 2B XT5 18.0 140 27 - 145 | 23.25

Order example: CTP D374 B 0875-14UNF 2B XT5 iT#=z#: CTP D 374 B 0875-14UNF 2B XT5
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Forming Taps s

UN Fine ANSI B-1.1 UN 45 <EANSI B-1.1

DIN 371 DIN 371-484% DIN374 DIN 374-45i7

Pd2

;/

3xd1

%%4

3xd1

i 1)

CTF
ISO P | M H s | H

UNFETF  amion XT7 Grade e o °

TS LS TES BK DK |BHRKE| &
UNF d1 Ordering Code d2 L1 L2 L3 a g@
5-44 3.175 CTF D371 C 5-44UNF 2BX XT7 3.5 56 7 18 2.7 2.92
6-40 3.505 CTF D371 C 6-40UNF 2BX XT7 4.0 56 6 20 3.0 3.22
8-36 4.165 CTF D371 C 8-36UNF 2BX XT7 4.5 63 7 21 3.4 3.85
10-32 4.826 CTF D371 C 10-32UNF 2BX XT7 6.0 70 8 25 4.9 4.45
O 12-28 5.486 CTF D371 C 12-28UNF 2BX XT7 6.0 80 10 30 4.9 5.10
1/4-28 6.350 CTF D371 C 0250-28UNF 2BX XT7 6.0 80 10 30 4.9 5.95
5/16-24 7.938 CTF D371 C 0312-24UNF 2BX XT7 8.0 90 13 35 6.2 7.45
3/8-24 9.525 CTF D371 C 0375-24UNF 2BX XT7 10.0 100 15 39 8.0 9.05
7/16-20 11.112 CTF D374 C 0437-20UNF 2BX XT7 8.0 100 15 - 6.2 10.55
1/2-20 12.700 CTF D374 C 0500-20UNF 2BX XT7 9.0 110 15 = 7.0 12.15
5/8-18 15.875 CTF D374 C 0625-18UNF 2BX XT7 12.0 110 15 - 9.0 15.25
3/4-16 19.050 CTF D374 C 0750-16UNF 2BX XT7 14.0 120 17 - 11.0 18.35

Order example: CTF D371 C 10-32UNF 2BX XT7 iT#sst#£: CTF D 371 C 10-32UNF 2BX XT7

O
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O
HPC Taps =

Whitworth pipe thread G, DIN-ISO 228 REEKE124 G, DIN-ISO 228

DIN 5156 DIN 5156-2R1#

27 il
2.5xd1 3xd1
R45°
IZREERE
CTP
ISO P | M S H
XT3 Grade ) ) ® ) )
REEBRX  BEUME
TS Wz BK 7 yl I
G d1 Ordering Code d2 L1 L2 a . @
7
CTS D5156 C G1/8 XT3 7.0 90 10 5.5 8.80
G1/8-28 9.728
CTP D5156 B G1/8 XT3 7.0 90 10 5.5 8.80
CTS D5156 C G1/4 XT3 11.0 100 14 9.0 11.80
G1/4-19 13.157
CTP D5156 B G1/4 XT3 11.0 100 14 9.0 11.80 O
CTS D5156 C G3/8 XT3 12.0 100 15 9.0 15.25
G3/8-19 16.662
CTP D5156 B G3/8 XT3 12.0 100 15 9.0 15.25
CTS D5156 C G1/2 XT3 16.0 125 17 12.0 19.00
G1/2-14 20.955
CTP D5156 B G1/2 XT3 16.0 125 17 12.0 19.00
CTS D5156 C G3/4 XT3 20.0 140 20 16.0 24.50
G3/4-14 26.441
CTP D5156 B G3/4 XT3 20.0 140 20 16.0 24.50
CTS D5156 C G1 XT3 25.0 160 24 20.0 30.75
G1-11 33.249
CTP D5156 B G1 XT3 25.0 160 24 20.0 30.75

Order example: CTS D5156 C G1 XT3  iT#sst4#: CTS D 5156 C G1 XT3
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O
Machine Taps nmss

Whitworth pipe thread G, DIN-ISO 228 #E=EKZ124! G, DIN-ISO 228

DIN 5156 DIN 5156-4H1/

[

CTP
ISO P | M S | H
XT5 Grade ) ) ® °
Bk 2IMZ .
TS T B & vzl o
G d1 Ordering Code d2 L1 L2 a i %
7
CTS D5156 C G1/8 XT5 7.0 90 10 5.5 8.80
G1/8-28 9.728
CTP D5156 B G1/8 XT5 7.0 90 18 5.5 8.80
CTS D5156 C G1/4 XT5 11.0 100 14 9.0 11.80
G1/4-19 13.157
CTP D5156 B G1/4 XT5 11.0 100 22 9.0 11.80
O CTS D5156 C G3/8 XT5 12.0 100 15 9.0 15.25
G3/8-19 16.662
CTP D5156 B G3/8 XT5 12.0 100 22 9.0 15.25
CTS D5156 C G1/2 XT5 16.0 125 17 12.0 19.00
G1/2-14 20.955
CTP D5156 B G1/2 XT5 16.0 125 25 12.0 19.00
CTS D5156 C G3/4 XT5 20.0 140 20 16.0 24.50
G3/4-14 26.441
CTP D5156 B G3/4 XT5 20.0 140 28 16.0 24.50
CTS D5156 C G1 XT5 25.0 160 24 20.0 30.75
G1-11 33.249
CTP D5156 B G1 XT5 25.0 160 24 20.0 30.75

Order example: CTP D5156 B G1/2 XT5 iT#st#¢: CTP D 5156 B G1/2 XT5

O
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wRiEes  Supercut Taps

Forming Taps s«

Whitworth pipe thread G, DIN-ISO 228 EEEKEEMN G, DIN-ISO 228

DIN 5156 DIN 5156-41

3xd1

C(2-3)

L1

CTF
1ISO P S H
XT7 Grade ® )
HHIEIRL  1BaSME

TS Wiz 2K VAR S vl T
G di Ordering Code d2 L1 L2 a i Z'%

7%
G1/8-28 9.728 CTF D5156 C G1/8 XT7 7.0 90 13 55 9.25
G1/4-19 13.157 CTF D5156 C G1/4 XT7 11.0 100 16 9.0 12.55
G3/8-19 16.662 CTF D5156 C G3/8 XT7 12.0 100 16 9.0 16.05
G1/2-14 20.955 CTF D5156 C G1/2 XT7 16.0 125 18 12.0 20.10
G3/4-14 26.441 CTF D5156 C G3/4 XT7 20.0 140 22 16.0 25.60

Order example: CTF D5156 C G1/4 XT7 iT#&=(#¥: CTF D 5156 C G1/4 XT7

O
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Technical Section s+
Cutting data s

= Vem/min] S5 (mmin)
1ISO .
standard Materials Class Grades WM&
XT3 XT5 XT7

Low & Medium Carbon Steels <0.55%C {fHiz i/

High Carbon Steels >0.55%C  hfi) 5-45 5-40 10-35

Alloy Steels, Treated Steels &0, AR

Stainless Steel-Free Cutting SR

Stainless Steel-Austenitic BERATHN 5-20 5-20 10-30
Z‘iﬁ%ﬁl Cast Steels $5i
Castlron &k 10-35 5-30

Aluminum <12%Si, Copper &2, 4

Aluminum >12%Si  SiEs

10-35 10-35 15-45
E|22E AN Synthetics, duroplastics, thermoplastics
BRAE, BB, SIRER
B8 S &% Nickel alloys, Titanium alloys a2 a%/4tas 1-10
. 1000 - v,
Rotation speed (rpm):n = ———— RHFERITELT

O "
mm .
Feed (ﬂ) f=p-N Spmsaitsn

2.4,k
Torque (N-m): M = s S LEEIABETTE AR
8000 —

d, — nominal diameter (mm) jr=gzR

v, — cutting speed (m/min) t)EEE (m/min)
n — spindle rotating speed #\FRELhiEE

p — thread pitch Y255

f — feed #ta

k. — specific resistance of workpiece material (N/mm?) EinTH#EHEHES (N/mm2)

() M —torque when tapping (N*m) ws:skiase
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Taps Grades and material used

Carmex#ifi  #MHAS REIERE &= s i v LIHEI7)58E
Carmex | Material q Temperature | Cutting edge
Grades Symbol Coatings Hardness Louelusss resistance Stability

XT3 HSSE-PM I\f/lultl-layer hlgh. ot ot . .
asmEd-pFag  POronance coaing
XT5 HSSE Multi-layer coating + + + +
SHEEN ZERE
XT7 HSSE-PM Multi-layer coating ++ ++ + ++
SEHEERN-MREE ZERE

Grades application: #1ERF:

XT3- high performance grade, with high hardness and high temperature resistance, for tough and difficult to cut

materials. High edge stability. O
XT3-Sitaert B, SENHSE, BTEHIMEROEIME ., SEEDEIT,

XT5- excellent solution for wide range of materials and applications can be used with unstable conditions. High wear
resistance thanks to the multi-layer smooth and polished coating.

XT5-1RIFMIATREEMH, ERTARENSY. SME, ZENBILRE,

XT7- best solution for chip-free materials, high hardness and toughness grade provides smooth thread finish and allow
high working parameters.

XT7-RENTEMIHME, SEENSHEME, BUARENAETES, SUHISEH,




Supercut Taps m@mumuizs

@ Cal” mex Precision Tools Ltd.

O

Taps standards «wwx

Symbol 2 Description  j#34
DIN-371 Taps with reinforced shank for metric coarse and fine threads up to M10 and for UNC and UNF
threads up to 3/8” nominal diameter
R T Tale 8 E= £ ey N4 ZIna4OFOLIN NLUNEZ QEr Nti=—="gr /M

DIN-376 Taps with reduced shank diameter for metric coarse threads and for UNC threads

DIN-374 Taps with reduced shank diameter for metric fine threads and for UNF threads
DIN-5156 - Taps with reduced shank diameter for G threads

MIZMILHE, ATRESKEIRN

JIS B-4430 Taps for JIS metric threads

25 JIS (AT E) AHIBLK

> Types of front chamfers sz

Symbol

— Chamfer length ,
Sketch R (No. of threads) EIEIE <

RE

A

6-8P

6-8 P 6-8 P (6-8MEEE)

4-5P 4-5P (4-51425E)

2-3P 2-3p (2-372EE)

O

D (straight flute taps only)
{XPRTEELLH

4-5 P
4-5P 4-5P (4-5725E)

1.5-2P
1.5-2P 1.5-2P (1.5-2MgFE)
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Tap Center wwms
. wowngPan Tqey | SkogEm

—
Solid Cone/Male center (1) - - \
BIrRZ/OR !
Half center x4 @ |4 \ \__j_%
7 ,’
(5) Chamfer  [F|fEIi%
Chamfer without center hole (3) - - \
BEfEHEARF RO 1
s’ \
Internal center hole (4) - - \ ; H
iR} 7
AL (6) Internal Center Hole  pyeha (a3,

<7.2 (1) (1) ) (%)

DIN-371 7.2-8.2 @) (1) (3) (5)

8.2-10.2 2 @) 3) (5)

DIN-374 <7.2 (1) (1) 3) (5)
DIN-376

DIN-5156 >7.2 4) (4) (3) (6)

JIS B-4430 (3) 3) (3) (5)
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O

Length of Solid Cones zwms=
(Length of stepped cone is 1.8 mm for all Taps) =B mEEMEKES1.8mm

M AHIESF MF  MEI4ESF
M 0.6 M2.5x0.35 1.9
M1.2 0.8 M2.6x0.35 1.9
M1.4 1.0 M3x0.35 1.3
M1.6 1.1 M3.5x0.35 1.6
M1.7 1.2 M4x0.5 1.8
M1.8 1.3 M5x0.5 2.3
O M2 1.4 M6x0.75 2.6
M2.5 1.8 M7x0.75 3.1
M2.6 1.8
M3 1.3
M3.5 15
M4 1.7
M4.5 1.9
M5 2.1
M6 25
M7 3.0
UNC UNCHa5F UNF  UNFZF
4-40 2.0 4-48 2.1
O 5-40 13 5-44 1.4
6-32 1.4 6-40 15
8-32 1.8 8-36 1.8
10-24 2.0 10-32 2.1
12-24 2.3 12-28 2.3
1/4-20 2.6 1/4-28 2.8
5/16-18 3.3 5/16-24 3.5
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O
Types of Thread Taps =

Spiral fluted taps ssemzs

Spiral fluted taps are suitable for threading blind hole applications. The spiral flute drives the chip towards the shank and
out of the hole. The spiral fluted taps are not suitable for tapping through holes.

IRIEELLHEE R T HILIRSUNT . IBFtE S EaEHEEH LIS, RIEELETESEILKL, O

Spiral point Taps suswwenms @@ mmesn

Spiral point taps have straight flutes with a spiral point.

The spiral point drives the chip in the direction of feed, that makes spiral point taps ideal for threading through hole

applications as chips are evacuated through the hole.

Because of this design spiral point taps are not suitable for blind hole applications. Moreover, when tapping a through

hole, the tap must go through until the spiral point has passed the hole.

Eff4sannFa @RI bA.

BRIREE D A BRI A R B mETH Y, B ALHEN TEFLIBNAERIEA,

WeLEILR, EFLBARIBRTEEIIL L, BiERiRIHALBTES TR, O
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O
Forming Taps smwus

Forming taps make thread by method of plastic deformation instead of cutting it. These taps are suitable for ductile
materials. $E 444 R B TR TIZN (XEMI) , MARMEIEINSERNTIEN (BEMI) . XELEEAFETE.
ule of thumb is if the material produces continuous stringy chip it is probably a good candidate for thread forming.
Forming is ideal when absolutely chip free production is desired.
ote that the bore diameter required for formed thread is greater than bore diameter for cut thread.
LBRNENEIREN; MREMIRFEEEIEEIE, EME—MFNBSSEME, FERENERMNBNTBETE.
EE: FIRIBSFIEIILEB AT IIENESEILE,

Q Cut threat vs. formed thread tDHISRS HHEIRLKLLS:

BEEIRE

Advantages of forming taps/formed threads #E«smFEBmIta

+ The same tool is suitable for both blind and through holes —s7 4 S3L B FHE =R
+ No chips - eliminates problems with chip evacuation FZtE-&5HE 535S
+ Able to tap at higher speeds than cutting taps. treuIL s EsaEEIERE .,

O + No flutes, larger core diameter - stronger tool. spEHIEME, BERERA-LEEES

+ Longer tool life. gggnEES
+ Smoother thread surface. jgw =@z

=

Disadvantages of forming taps/formed threads #iE« st Eigmaoi s

- Greater working torque required. EZ&E ARG
- Incomplete formation of the thread top, as can be seen on the

photo above, which can make the thread more prone to cross-threading. s FaskmemRs, tEE. FBAESER (FH) .
- Limited to ductile materials. REER T GERZRARIME)
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O
Thread gauges su=m

Go and no-go thread gauges are used to check internal threads.
The go gauge should be manually screwed freely for the whole

length of the thread. seywmmimms i, BFHRERELY,
RS MUK E A F B B REA e,

The no-go gauge should not go in
further than two thread pitches

when screwed manually. 311 #iE1658
B, IEFHENBSIL ST AT EE,

Test Report {IGIRE

Application: [ l O

Internal right hand thread: M6x1 FFER#84: M6X1
Thread depth: 16mm 124GRE: 16mm
Bore size: @5mm, blind hole 7[12: ®5mm, Bl

Workpiece Material: T #151
Steel SAE 4340 Hardened to: 177HRc =ESAE 4340, fEE: HRC17

Tool Description: 784

CTS060 C M6x1 CTH €TS060 C M6X1 CTH
Shank diameter: @6mm #742: ¢6mm

Max. thread length: 3xD fAGMIBLKE: 3XD
Chamfer size: 2-3 threads gy EE: 2-3 4855

Cutting conditions: {J§lI%& 4
Cutting speed: 20 m/min £J¥i#E: 20m/min
Rotational speed: 1060 rpm ==4jE4%5%E: 1060rpm

Machine: #E
Mori Seiki NV5000. #li% NV5000
Coolant: emulsion 5% $#0i&: 5%3L1t %

Test Results: jgigzs
Tool life: 1620 threads (and still working) 71E &4 : 1620827, ({&AainT)

Cycle time: 3 sec mTEH: 37/,
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Problem |‘.ﬂ§$ Possible cause mjgEtgER Possible Solution [z3g73%
. Use grip with better mounting
High tool run out s kmheid o
d EHAEIA precision suRut, FREBEELN
Chipped
teeth Too high cutting speed JElEES Decrease cutting speed B&{EIHIEE
LS IF I IRIR ) . I
Drill hole is too small 22353/ Use recommended drill size
ST
Too high cutting speed {JIEES Decrease cutting speed p{REIHIEE
High tap Poor coolant flow to the cutting Adjust direction of coolant flow into
wear area  {HIXELAE the hole ig=saIERE
O iR High tool run out  £4sBkanggk Use .g.rlp with better mounting
precision sezizsk, EREREELT
Change tool selection 32 “ If work conditions/material suitable,
g ERERL® try forming tap instead of cutting tap
au%ﬁlﬁ*uii*: Aiﬁ Eiﬁ;t&éiﬁ
Chips fill up . .
flutes Too low cutting speed tyIEE TR Increase cutting speed 2StIHIEE
PIEREHEE
Poor chips flow ¢Eizan= Apply internal cooling  ERS
Tap is worn out  #24fEEsR Replace tap &g
Built-up edae Replace tool and check “built-up
Poor P 0c98 FIMTIRRR edge” section for solution
finish on Poor coolant flow to the cutting Adjust direction of coolant flow into
workpiece | area RIS HIE the hole iBEESHI%RIE
ITHRENEEE ]
O Wrona cutting parameters Use recommended cutting
* sy parameters ERIEFIIASH
Too low cutting speed 7jE#t55(% Increase cutting speed 2ELilEE
Built-up Poor coolant flow to the cutting Adjust direction of coolant flow into
edge area HHIRIFHSHZE the hole FESEIRRER
t ‘ll Y YAY .
TR R Worn out cutting edges g7 p=ig Replace tap &Einssi

Supercut Taps wm@mmsese

Troubleshooting smmmsi

@ Cal” mex Precision Tools Ltd.

IR DIRTY DAXW 193 IRY? MINNNT
5HON DX 032 "HN - NMHoMaN
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wRiEes  Supercut Taps

Problem rﬂé Possible causeijﬁgaq;ﬁé Possible Solution [z34753%
Mi h T
|ssmatc between Tap Correct alignment between tap and hole
location and hole g 53R EPOSILPOTE
Drilled hole not deep enough Check actual hole depth #&&EILZE
Excessive runout s A Use grip with better mounting precision
Tap ) . . Check “chlps fill upflutes section on this
Flutes fill th ch
breakage | | oS flied Up with chips table & LTM“IBREHBIEE TS
L HEEEEERE
SRR . Replace tool, check “built-up” edge
Built-up edge gIniRERE : :
section for solution gk, EEYIMIREHREIE S
Drill hole is too small «g3Lig/)v| Use recommended drill size {&##Es4L
Too hlgh cuttlng speed Decrease cutting speed [&{RLIEIEE
1‘/ Ji-3
Tap tolerance and requested Choose different tap with suitable
workpiece tolerance don't fit tolerance iR R ELEHIBEMGAE
LRAZSTHRETH Remove chips and check “chips fill up
Flutes filled up with chips flutes” section to prevent the problem
Oversized HEEtBHTRIRRE . from reurnng ]
thread Built-up edae #msimn Replace tool check “bU|It up edge
BB E b edoe yITRmER section for solution Eissst, EE“UIEIREHEIE" TS
Too high cutting speed Decrease cutting speed [&{gEI4li%EE
Increase cutting speed — may improve
Unstable tool ~aRE .
ARTRE tool stability jEmyIAIEE e BRE
Worn outtap s e Replace tap s
Undersized | Tap tolerance and requested Choose different tap with suitable
thread workpiece tolerance don't fit tolerance ERARLEFIEESHBNE
BRI = = k
Drill hole is too small 3530y | Use recommended size drill (Em#izssst
Worn out tap 22453 Replace tap Einssi
TR Poor coolant flow to the Adjust direction of coolant flow into the
POWEr | citting area g4 #E | hole RS HERE
requirement
PIEIfagds | Drill hole is too small #g3Lid/)s | Use recommended size drill  {EF#EFEFEL

XA

O




