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Good quality is the best marketing, because satisfied
customers underline our success.

Our most important principle which inspires us is the
commitment for products of the highest standards

to meet the requirements of our customers to their
utmost satisfaction - a mission we try to fulfill for our
corporate philosophy every day.

Our quality check starts with the receipt of goods

and continues until the outgoing of the products. At
BAER Company customer satisfaction does not come
by chance. Ongoing quality testings also influence all
new product developments. New ideas and the most
modern production facilities improve our products and
make them even more precise.

Essential for the sustainability of our work is to invest
continuously the long-term in new innovative products.
Highest efforts in research and development focus

on the needs of our customers. Our tools represent
practical and reliable solutions which support an
efficient and easy application.

Our cooperations with other industries, companies and
research institutes make a strong networking possible.
New inspirations are created in innovations, are
produced, tested and adapted for practice.

This way we are always up to the latest standards

of knowledge related to thread technologies. All
members of our company contribute to our innovations
with their individual know-how.

For more than 35 years we have been engaged in what we
can do best: threading technology. With this far-reaching
treasure trove of experience we have established ourselves
as an expert by whom our customers can profit. We are
proud to be a family company.

Our identification with the company is even stronger and
more distinctive. Each customer, each modernization is at
the same time an affair of the heart.

Tradition combined with innovation and progress - make us
a flexible and competent partner when it is about threading
tools.

Our claim: to contribute to a successful future and to
develop tools which meet all kinds of requirements of our
customers.

For ensure further deliveries to the customer as soon
as possible at home and abroad, we are expanding our
distributer network. BAER-distributors benefit from:

The largest full range of products -
for best price performance ratio

Quality and reliability - for the highest demands
Decades of experience in threading technology
Reliable partnership - flexible and easy

Sale supporting materials

Exclusive products

Exclusive sale territories

Qualified product and sales trainings

Attractive terms and conditions

Innovative products
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U!\! _ié— }3\ - UNiTap - Universal High-End Threading Tap
' ! = J‘) A real revolution in the production of internal threads

UNiTap - Unique cutting geometry

The unique geometry of UNiTap Taps is the result of years of research,
which enables the user to machine all materials and makes the tap
universally suitable for almost all applications.

During threading an internal thread, the major forces occurat the

lead-in chamfer, which is strikingly relieved by structural changes [
in the UNiTap. The consequence is a reduced torque and a longer
life time of the tap. In addition, the areas directly after the lead-in
chamfer have been changed to lead the chip optimally and avoid
possible jammings. An over-feeding of the thread is also not
possible with this profile change.

The design sets new standards in ease of use, durability, and versatility

A professional for all applications
and materials
= Steels and Steel alloys up to 1200 N/mm

= Stainless Steels; Inoxable Steels up to 1000 N/mm;
VASteels; INOX; V2A; V4A

= Pure Aluminium; Aluminium Cast and Wrought Alloys

= Grey Cast Iron; Ductile/Nodular/Spheroidal Graphite Cast
= |ron; Malleable Cast Iron up to 1000 N/mm

= Pure Titanium and Titanium alloys up to 900 N/mm

= Pure Nickel and Nickel alloys up 900 N/mm

= Pure Copper; Copper alloys; Brass; Bronze (all chip lengths)

Cost savings and flexibility

Due to its universal application possibilities, one UNiTap can do the work of several conventional taps.
As a result you can save about 90% of expenses.

Comparison of expenses:

Machine Taps M6 for EUR / pc. .

normal steels 6,98 = _'E_

stainless steels 11,68 U D\! ! ' i }_:3\ JE)

aluminium and alloys 34,57 —— J - F

cast and grey cast iron 19,64

titanium and alloys 47,30 same BAER HSSE UNiTap Machine Tap for through holes M 6 x 1,0
brass and copper 11,81 result

_ with 17,33 EUR over 85% savings

6



.I| TECNICHE DI ASSEMBLAGGIO

Coatings

On request, taps are also available with a TIN or TiAIN coating. The TIN surface treatment (titanium-nitride gold-yellow)
increases the surface hardness (approx. 2300 HV) and the sliding properties. As a result, it provides a better cutting
performance and an increased tool life time. The TiAIN surface treatment increases the surface hardness (approx. 3300 HV),
the sliding properties (friction coefficient: 0,25) and with the temperature resistance up to 800°C. As a result, it provides a
better cutting performance and an increased tool life time.

UNIAP

Examples of application materials
and cutting speeds

e p—

Soft Iron, Constructional

cutting speed

cutting speed

Carbon Steel,

cutting speed

cutting speed

Steel, Free Cutting Steel, v, in m/min v, in m/min Spring Steel, v, in m/min v, in m/min

Cementation Steel for machine taps for machine taps Alloy Steel, for machine taps for machine taps
for through holes for blind holes Heat-treatable Steel for through holes for blind holes

1.1014  RFe80 25-50 25-50 1.0503 C45 20-30 20 - 30

1.0570  St52-3 25-50 25-50 1.1269  Ck85 20-30 20-30

1.0718  9SMnPh28 25-50 25-50 1.7218  25CrMo4 6-30 6-30

1.6523  20NiCrMo2 6-30 6-30 1.2344  X40CrMoV5-1 6-30 6-30

Stainless Steel,

cutting speed

cutting speed

Pure Nickel and

cutting speed

cutting speed

Inoxable Steel v_in m/min v_in m/min Nickel alloys v_in m/min v_in m/min
(ferritic, austenitic, for machine taps for machine taps for machine taps for machine taps
martensitic) for through holes for blind holes for through holes for blind holes
1.4104  X14CrMoS17 12-35 12-35 1.3926  RNil12 3-10 3-10
1.4301  xscits-10 12-15 12-15 2.4668  nicrigFe19nbMo 3-10 3-10

(V2A) (Inconel 718)
1.4571  XcCriMoTitz=12:2 12-15 12-15 2.4630  Ni-Cromi 1-5 1-5

(V4p) (Nimonic 75)
1.4125  X105CrMo17 12-15 12-15 2.4665  Nicr2zre1gMo 1-5 1-5

Grey Cast Iron

cutting speed

cutting speed

(Hastelloy X)

Ductile/Nodular/

cutting speed

cutting speed

v_in m/min v_in m/min Spheroidal Graphite v_in m/min v_in m/min
for machine taps for machine taps Cast Iron, Malleable for machine taps for machine taps
for through holes for blind holes Cast Iron for through holes for blind holes
0.6010  GG10 35-50 35-50 0.7040 GGG40 12-45 12-45
0.6020 GG20 35-50 35-50 0.7060 GGG60O 12-45 12-45
0.6030 GG30 35-50 35-50 0.7070  GGG70 12-45 12-45
0.6040  GG40 35-50 35-50 0.8035 GTW35-04 10-25 10-25

Pure Titanium and

cutting speed

cutting speed

Pure Copper and

cutting speed

cutting speed

Titanium alloys v_in m/min v_in m/min Copper alloys, v_in m/min v_in m/min
for machine taps for machine taps Brass, Bronze (all for machine taps for machine taps
for through holes for blind holes chip lengths) for through holes for blind holes
3.7024  Ti99.5 3-15 3-15 2.0065 E-Cu58 50 - 60 50 - 60
3.7034  Ti99.7 3-15 3-15 21247  CuBe2 30-65 30-65
3.7165 TiAl6v4 1-5 1-5 2.0360  CuZn40 30-65 30-65
3.7174  TiAl6V4Sn2 1-5 1-5 21020  CuSn6 12-20 12-20

Pure Aluminium, Aluminium
Cast and Wrought Alloys
(all chip lengths)

cutting speed
v_in m/min

for machine taps
for through holes

cutting speed
v_in m/min

for machine taps
for blind holes

cutting speed v, [m/min] = (diameter * 1 * number of rotations) / 1000

number of rotations n [1/min] = (cutting speed in m/min * 1000) / (diameter * i)

3.0205  AI99 50 - 65 50 - 65 feed programming [mm/min] = number of rotations * pitch

3.1645  AICuMgPb 50-65 50-65 Please keep in mind that the cutting speeds as stated above serve only as guidelines.
3.2373  G-AISi9Mg 40 - 65 40 - 65 The right cutting speed depends on lubrication and application.

3.2583  G-AISi12(Cu) 40 - 65 40 - 65

Cutting paste, cutting oil or emulsion is recommended.
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Custom-made products

Special tools on request

Our customers benefit from our flexibility and our technical know-how when it comes to design and
manufacture special threading tools.

= special thread profiles = special Taps

= special sizes = special Dies

= intermediate sizes = special material

= gpecial geometries = express-productions

Examples of our custom-made products
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Custom-made products

WMBS)-60 &

Send us your inquiry

INTENSE s.r.l.

Via Novara 1 - 20060 Cernusco Sul Naviglio (M)
Tel. +39 02 921815.1 - Fax +39 02 92104594
www.intense.it - info@intense.it




Riinlense Thread Cutting Sets UNilAT

n metric coarse thread / ISO DIN 13

BAER UNiTap SetM 3 - M 12
HSSE UNiTap Machine Taps for through holes
incl. HSSE/Co extreme drill bits for core holes

Wy 2 o

through chip removal FormBwith  4-5threads  1S02/6H
holesupto  (like picture) spiral point
4xD

Set Content

BAER UNiTap HSSE M3x05IM4x0,7IM5x0,8

Machine Taps M6x1,0/M8x1,25IM10x1,5

for through holes M12x1,75

BAER HSSE/Co extreme drill 2,5 mm[3,3mm|4,2mm 5,0 mm|

bits for core holes 6,8 mm[8,5mm1| 10,2 mm

BAER UNiTap SetM 3 - M 12
HSSE UNiTap Machine Taps for blind holes
incl. HSSE/Co Extreme drill bits for core holes

]

blindholes  chipremoval ~ FormC40°  2-3threads  1S02/6H
upto3xD (ke picture) right spiral

flutes
Set Content
BAER UNiTap HSSE M3x05IM4x0,7IM5x0,8
Machine Taps M6x1,0IM8x1,25IM10x1,5
for through holes M12x 1,75
BAER HSSE/Co extreme drill 2,5 mm[3,3mm|4,2mm 5,0 mm|
bits for core holes 6,8 mm[8,5mm1l10,2 mm

G 8 12 NPT NPS RC FG RD Camera Techn.
10 . MF (BSP) UNC UNF UNS UNEF UN  UN BSW BSF TR NPTE NPSM  RP BA W PG BSC RMS MINI (Tripod) VG Tools Information



RRiinlense Thread Cutting Sets with Taps

n metric coarse thread / ISO DIN 13

BAER Short Machine Taps SetM 3 - M 12
HSSG Short Machine Taps
incl. HSS drill bits for core holes and tap wrench

6 2

through- &  Chipremoval Form C 2-3 threads  1S02/6H
blind holes  (like picture)  straight

upto2xD flutes
Set Content
BAER HSSG M3x0,5IM4x0,7IM5x0,8IM6x1,0
Short Machine Taps M8x1,25IM10x1,5IM12x1,75
BAER HSSG 25mm|3,3mml4,2mml50mm]
Drill bits for core holes 6,8 mm|[8,5mm1| 10,2 mm
BAER adjustable

Tap Wrenches - zinc die cast Rl Al T U

BAER Short Machine Taps SetM 3 - M 12
HSSG Short Machine Taps (3 pcs. each dimension)
incl. HSS drill bits for core holes

6 »© 1 ™

through- &  Chipremoval Form C 2-3threads  1S02/6H
blind holes  (like picture)  straight

: mﬁ Il.‘ ¥

- | ;" 1."11“]'|i-i'-'f i upto2xD flutes
| R T s
§ At Set Content
“ BAER HSSG M3x05IM4x07IM5x0,8
t Short Machine Taps M6x1,0lM8x1,25IM10x1,5
3 pieces each dimension M12x1,75
BAER HSSG 25mm!3,3mml42mml50mml
Drill bits for core holes 6,8 mm|8,5mml10,2 mm

BAER Machine Taps SetM 3 - M 12
HSSE Machine Taps for through hole
incl. HSS Drill bits for core holes

= il L,
B £ ToL
ok ,é\ AN

through Chip removal FormBwith  4-5threads  1S02/6H
holes (like picture) spiral point
upto4xD
Set Content
BAER HSSE M3x05IM4x0,7IM5x0,8
Machine Taps M6x1,0/M8x1,25IM10x1,5
through hole M12x1,75
BAER HSSG 25mmi3,3mml4,2mml50mmil
Drill bits for core holes 6,8 mm|8,5mm1l 10,2 mm

G 8 12 NPT NPS RC FG RD Camera Techn.
. MF gsp UNC UNF UNS UNEF 5 gy BSW BSF TR yom wpoy gp  BA W PG poh gy MINL il VG Tools orvbion 11




Rinlense Thread Cutting Sets with Taps
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n Metric coarse thread / 1SO DIN 13

BAER Machine Taps Set M 3 - M 12
HSSE Machine Taps for blind holes
incl. HSS Drill bits for core holes

——gs

B v 2 ¢ ™

a

blind holes Chipremoval ~ Form Cwith ~ 2-3threads  I1S02/6H
upto3xD (like picture) right spiral

flutes
Set Content
BAER HSSE M3x05IM4x07IM5x0,8
Machine Taps M6x1,0/lM8x1,25IM10x1,5
for blind holes M12x1,75
BAER HSSG 25mml3,3mml4,2mml50mm ]l
Drill bits for core holes 6,8 mm|[8,5mml 10,2 mm

BAER Machine Taps Set M 3 - M 12
HSSE-TIN Machine Taps for through hole
incl. HSS-TIN Dirill bits for core holes

5 i TR
N £ T
AR E“\ TRANA
through- & chip removal FormBwith ~ 4-5threads  1S02/6H
blind holes  (ike picture) spiral point
upto4xD
Set Content
BAER HSSE-TIN M3x05IM4x0,7IM5x0,8
Machine Taps M6x1,0lM8x1,25IM10x1,5
through hole M12x1,75
BAER HSSG-TIN 25mml3,3mml42mml50mml
Drill bits for core holes 6,8 mm (8,5 mml 10,2 mm

BAER Machine Taps Set M 3 - M 12
HSSE-TIN Machine Taps for through hole
incl. HSS-TIN Drill bits for core holes

¥ £ €

blind holes Chipremoval ~ FormBwith  2-3threads  1S02/6H
upto3xD (ke picture) spiral point

Set Content

BAER HSSE M3x0,5IM4x0,7IM5x0,8
Machine Taps M6x1,0/M8x1,25IM10x 1,5
for blind holes M12x1,75

BAER HSSG 25mml3,3mml4,2mml50mml
Drill bits for core holes 6,8 mm 18,5 mml 10,2 mm

G 8 12 NPT NPS RC FG RD Camera Techn.
12 . MF (BSP) UNC UNF UNS UNEF UN  UN BSW BSF TR NPTE NPSM  RP BA W PG BSC RMS MINI (Tripod) VG Tools Information




RRiinlense Thread Cutting Sets with Taps

n metric coarse thread / ISO DIN 13

BAER Machine Taps Set M 3 - M 12 for stainless steel
HSSE Machine Taps for through hole
incl. HSSE/Co Extreme drill bits for core holes

-
through chip removal FormBwith  4-5threads  1S02/6H
holes (like picture) spiral point
upto4xD
Set Content
BAER HSSE Stainless steel M3x0,5IM4x0,7IM5x0,8
Machine Taps M6x1,0/M8x1,25IM10x1,5
through hole M12x1,75
BAER HSSE/Co 25mml3,3mmli42mml50mml
Extreme drill bits for core 6,8 mm 18,5 mm| 10,2 mm
holes

BAER Machine Taps Set M 3 - M 12 for stainless steel
HSSE Machine Taps for blind holes
incl. HSSE/Co Extreme drill bits for core holes

¥ £ €

blind holes  Chip removal Form Cwith ~ 2-3threads  1S02/6H
upto3xD (ke picture) right spiral

flutes
Set Content
BAER HSSE Stainless steel M3x05IM4x0,7IM5x0,8
Machine Taps M6x1,0lM8x1,25IM10x 1,5
for blind holes M12x1,75
BAER HSSE/Co 25mm!3,3mml42mml50mml

Extreme drill bits for core holes 6,8 mm [ 8,5 mm | 10,2 mm

HSSE Machine Taps for through hole
incl. HSS Drill bits for core holes

Wy 9 ™

BAER Machine Taps Set M 3 - M 12 Left Hand ()

through Chip removal FormBwith  4-5threads  1S02/6H
holes (like picture) spiral point
upto4xD
Set Content
BAER HSSE Left M3x05IM4x0,7IM5x0,8
Machine Taps M6x1,0/M8x1,25IM10x1,5
through hole M12x1,75
BAER HSSG 25mmi3,3mml4,2mml50mmil
Drill bits for core holes 6,8 mm|8,5mm1l 10,2 mm

G 8 12 NPT NPS RC FG RD Camera Techn.
. MF (BSP) UNC UNF UNS UNEF UN  UN BSW  BSF TR NPTE NPSM  RP BA W PG BSC RMS MINI (Tripod) VG Tools Information 13




Rinlense Thread Cutting Sets with Taps
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n Metric coarse thread / 1SO DIN 13

BAER Machine Taps Set M 3 - M 12 Left Hand
HSSE Machine Taps for blind holes
incl. HSS Drill bits for core holes

T s
1 | Vv £ ¥ TOL
1 2 e o

blind holes  Chipremoval ~ Form Cwith ~ 2-3threads  1S02/6H
upto3xD (like picture) right spiral

flutes
Set Content
BAER HSSE Left M3x05IM4x07IM5x0,8
Machine Taps M6x1,0/lM8x1,25IM10x1,5
for blind holes M12x1,75
BAER HSSG 25mml3,3mml4,2mml50mm ]l
Drill bits for core holes 6,8 mm|[8,5mml 10,2 mm

BAER Bit Short Machine Taps SetM 3 - M 10
HSSG-Bit Taps
incl. Bit-Adapter

glfi B Y 4 TOL

= - . N
:N;y T A
through-&  Chip removal Form D 3-4 threads  1S02/6H
blind holes (like picture) straight
upto2xD flutes
Set Content
BAER HSSG-Bit M3x0,5IM4x0,7IM5x0,8
Short Machine Taps M6x1,0lM8x1,25IM10x1,5

1/4" Hexagonal-Bit-Adapter

BAER Combined Bit Taps SetM 3 - M 10
HSSG-Combined Bit Taps
incl. Bit-Adapter

ﬂ '2 TOL

through hole  Chip removal IS02/6H
upto1xD  (ike picture)

Set Content
BAER HSSG-Combined M3x05IM4x0,7IM5x0,8
Bit-Taps M6x1,0lM8x1,25IM10x1,5

1/4" Hexagonal-Bit-Adapter

G 8 12 NPT NPS RC FG RD Camera Techn.
14 . MF (BSP) UNC UNF UNS UNEF UN UN BSW BSF TR NPTE NPSM  RP BA W PG BSC RMS MINI (Tripod) VG Tools Information
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n metric coarse thread / ISO DIN 13

BAER Taps and
Dies Sets M3 -M 12
(example picture)

BAER UNITap Set M 3 - M 12

HSSE UNITap Machine Taps through hole & blind hole

HSSE Round Dies

Thread Cutting Sets with Taps and Dies

y 7

UNIIA

BAER UNITap HSSE Machine Taps for through hole (up to 4 x D)
BAER UNITap HSSE Machine Taps for through hole (up to 4 x D)
BAER HSSE Round Dies with spiral entry

M3x05/M4x0,7IM5x08IM6x1,0/M8x1,25/M10x1,51M12x1,75
M3x05IM4x07IM5x08IM6x1,0/M8x1,25IM10x1,5IM12x1,75
M3x05/M4x0,7IM5x08IM6x1,0/M8x1,25/M10x1,51M12x1,75

BAER SetM 3 - M 12
HSSE Machine Taps & Drill bits for core holes
HSS Round Dies

/ 3¢

BAER HSSE Machine Taps Form C for through hole & blind hole
(upto 2 x D)

BAER HSSG Drill bits for core holes
BAER HSS Round Dies

M3x05IM4x0,7IM5x08IM6x1,0M8x1,25IM10x1,5IM12x1,75

25mmi33mml42mm!50mm|6,8mml85mml10,2mm
M3x05/M4x07IM5x08/M6x1,0 M8x1,25IM10x1,5IM12x1,75

BAER SetM 3 - M 12

HSSE Machine Taps through hole & blind hole // ﬁ \‘:‘ 9

- - L
HSS Round Dies - i
BAER HSSE Machine Taps Form B with spiral point for through hole M3x05IM4x0,7IM5x0,8/M6x1,0 M8x1,25IM10x1,5IM12x1,75
(upto 4 x D)
BAER HSSE Machine Taps Form C with right spiral flutes for blind holes M3x0,5IM4x0,7IM5x08IM6x1,0/M8x1,25I/M10x1,5IM12x1,75
(upto3xD)
BAER HSS Round Dies M3x05/M4x0,7IM5x08IM6x1,0/M8x1,25IM10x1,51M12x1,75
BAER Left Hand SetM 3 - M 12 -
HSSE Left Hand Machine Taps & Drill bits for core holes /) / ‘."," i

. A -

HSS Left Hand Round Dies 3 ) [ -
BAER HSSE Machine Taps Left Form C for through hole & blind hole M3x05/M4x07IM5x08IM6x1,0 M8x1,25IM10x1,5IM12x1,75
(up to 2 x D)
BAER HSSG Drill bits for core holes 25mm!|3,3mml4,2mml50mml6,8mml8,5mmli10,2mm
BAER HSS Round Dies Left M3x05/M4x07IM5x08IM6x1,0/M8x1,25I/M10x1,51M12x1,75

BAER TIN Set M 3 - M 12

HSSE-TIN Machine Taps through hole & blind hole

HSS Round Dies

\

g

s“'"
s i

¢

BAER HSSE-TIN Machine Taps Form B with spiral point for through
hole (up to 4 x D)

BAER HSSE-TIN Machine Taps Form C with right spiral flutes for blind
holes (up to 3 x D)

BAER HSS Round Dies

M3x05IM4x0,7IM5x08IM6x1,0M8x1,25IM10x1,5IM12x1,75

M3x05IM4x07IM5x08IM6x1,0 M8x1,25IM10x1,5IM12x1,75

M3x05/M4x0,7IM5x08IM6x1,0/M8x1,25/M10x1,51M12x1,75

BAER Stainless steel SetM 3 - M 12

HSSE-Stainless steel Machine Taps through hole & blind hole

HSSE-Stainless steel Round Dies

s 6

BAER HSSE Stainless steel Machine Taps for through hole (up to 4 x D)
BAER HSSE Stainless steel Machine Taps for blind holes (up to 3 x D)
BAER HSSE Stainless steel Round Dies

M3x05/M4x0,7IM5x08IM6x1,0M8x1,25IM10x1,5IM12x1,75
M3x05IM4x07IM5x08IM6x1,0M8x125IM10x1,5IM12x1,75
M3x05IM4x0,7IM5x08IM6x1,0M8x1,25IM10x1,5IM12x1,75

G 8 12
. MF (gspy UNC UNF UNS UNEF 5 (N BSW BSF

NPT~ NPS  RC
NPTF  NPSM ~ RP

FG RD Camera

Techn.
Bsc RMS MN' (Tripod)

Information
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RRiinlense Thread Cutting Sets

n Metric coarse thread / 1SO DIN 13

BAER ULTRA Threading Tools Set

through- &  Chipremoval Form C 2-3 threads  1S02/6H
blind holes  (like picture)  straight
upto2xD flutes

Set Content M3 - M 12

BAER Ultra M3x05IM4x0,7IM5x0,8IM6x1,0
Hand Tap Sets (3 parts) M8x1,25IM10x1,51M12x1,75

BAER M3x05IM4x07IM5x08IM6x1,0
Round Dies acc. to DIN M8x1,25IM10x1,51M12x1,75

BAER HSSG Drill bits for 25mml3,3mml4,2mml50mml

core holes 6,8 mm|8,5mm 10,2 mm
BAER PRO adjustable No.1: M 1-1011/16-3/81G 1/8
Tap Wrenches No. 2: M 4-1215/32-1/21G 1/8
BAER PRO Die Stocks 20x5120x7125x9130x11138x14
HSSG Hand Tap BAER Tap Holder Ratchet M 3-10 | M 5-12
Sets: taper tap HSS Round Dies BAER PRO Die Guides M3x0,5IM4x0,7IM5x0,8 M6x1,0
with pilot nose acc. to DIN 223 M8x1,25IM10x1,5I1M12x1,75
BAER Cutting Paste 100 mi
M3-12 Thread pitch gauge for metric threads
stainless Screw extractor
steels*

* contains HSSE Drill bits

HSSE-VAP Hand HSSE-NT Round
Tap Sets: taper Dies acc. to DIN
tap with pilot nose 223

BAER Short Machine Taps SetM 3 - M 12
HSSG Short Machine Taps

incl. HSS drill bits for core holes and tap wrench
in metal box

through- &  Chipremoval Form C 2-3 threads  1S02/6H
blind holes  (like picture)  straight

upto2xD flutes
Set Content
BAER HSSG M3x05IM4x0,7IM5x0,8IM6x1,0
Short Machine Taps M8x1,25IM10x1,5IM12x1,75
BAER HSSG 25mm|3,3mml42mml50mmil
Drill bits for core holes 6,8 mm|8,5mm|10,2 mm
BAER adjustable

Tap Wrenches - zinc die cast ARl TR G

G 8 12 NPT NPS RC FG RD Camera Techn.
16 . MF @®spy UNC 'UNF UNS UNEF ., .y BSW BSF TR yorr npsy pp BA W PG o pys  MINI (Tripod) VG Tools | cormation



RRlinlense Thread Cutting Sets and Drill Bit Sets

TECNICHE

n metric coarse thread / ISO DIN 13

BAER Hand-Tap Sets, Round Dies and Tools Set

£l @ T

through- &  Chipremoval Form C 2-3 threads  1S02/6H
blind holes  (like picture)  straight
upto2xD flutes

Set ContentM 3 - M 12

BAER HSSG M3x05IM4x0,7IM5x0,8IM6x1,0
Hand Tap Sets (3 parts) M8x125IM10x1,5IM12x1,75
BAER HSS M3x05IM4x07IM5x08IM6x1,0
Round Dies acc. to DIN M8x1,25IM10x1,5I1M12x1,75
BAER adjustable No. 1.1/2: M 1-1211/16-1/21 G 1/8

Tap Wrench

BAER Die Stock 25x9

Thread pitch gauge for metric threads

Screw extractor

Drill Bit Sets

Wood drill set
0 3 - 10 mm (15 pieces)

Set Content

3x3mml2x35mml2x4mml1x45mm
1Tx5mml1x55mml1x6mml1x6,5mm
1X7mml1x8mml1x10mm

Concrete- & masonry drill bit set
0 3 - 10 mm (15 pieces)
Set Content

3x3mml3x4mml3x5mm
2x6mml2x8mml2x10 mm

SDS-Plus Hammer Drill Set
05 - 12 mm (7 pieces) - 160mm

Set Content

1x5mml2x6mml2x8mm
1x10mml1x12 mm

G 8 12 NPT NPS RC FG RD Camera Techn.
. MF @®Sp) UNC UNF UNS UNEF g BSW BSF TR NPTE NPSM RP BA W PG BSC RMS MINI (Tripod) VG  Tools [nformation 17




inmlense

TECNICHE DI ASSEMBLAGGIO

33

n Metric coarse thread / 1SO DIN 13

=
through- &  Chip removal
blind holes  (like picture)
upto2xD

Set Content M3 - M 12

BAER Hand-Tap Sets,

Thread Cutting Kits with Taps, Dies and Tools

Round Dies and Tools Sets

l TOL
P ol

Form C 2-3 threads  1S02/6H
straight

flutes

BAER HSSG
Hand Tap Sets (3 parts)

BAER HSS
Round Dies acc. to DIN

BAER HSSG Drill bits for

core holes
M3-12
M3-12 M3-12 - BAER adjustable
stainless
Standard Left steels* Tap Wrenches
BAER Die Stocks
BAER Tap Holder Ratchet
Thread pitch gauge

Screw extractor

* contains HSSE Taps and Dies

Set Content M 3 - M 20

M3x05IM4x07IM5x08IM6x1,0
M8x1,25IM10x15IM12x1,75

M3x05IM4x0,7IM5x08IM6x1,0
M8x1,25IM10x1,5IM12x1,75

25mml3,3mml4,2mml50mml
6,8 mm|8,5mm 10,2 mm

M1-1011/16-3/81G 1/8
M4-1215/32-1/21G 1/8

20x5120x7125x9130x11138x14
M 3-10 1 M 5-12
for metric threads

BAER HSSG
. e Hand Tap Sets (3 parts)
gl
':.—..-"_:- BAER HSS

Round Dies acc. to DIN

BAER adjustable

Tap Wrenches

BAER Die Stocks

BAER Tap Holder Ratchet

M3-20

M3 -20 M3 -20 e BAER Tap Holder Ratchet
Standard Left steels*

Thread pitch gauge

Screw extractor

* contains HSSE Taps and Dies

12
UN

NPT NPS
NPTF = NPSM

RC

RP &

18 . MF gop UNC UV UNS UNEF 3 BSW BSF TR BA

PG

M3x05IM4x07IM5x08IM6x1,0
M8x1,25IM10x15IM12x1,75
M14x20IM16x2,0IM18x2,5
M20x2,5

M3x05IM4x07IM5x08IM6x1,0
M8x1,25IM10x1,5IM12x1,75
M14x20IM16x20IM18x2,5
M20x2,5

M1-1011/16-3/8 1 G 1/8
M 5-20 | 7/32-3/4 1 G 1/8-G 1/2

20x5120x7125x9130x 11
38x14145x18

M 3-10 | M 5-12
M3-10 1M 5-12

for metric threads

FG  RD

Camera
BsC Rms MINI

Techn.
(ripod) V& TOOIS jncormation



inlense Thread Cutting Kits with Taps, Dies and Tools

n metric coarse thread / ISO DIN 13 |1m TolR 8 [RAan & Ininie]
L

| @
BAER Hand-Tap Sets, e - @@@@ DB BEEE 9
Round Dies and _ > §
Tools Sets —

(example picture) e e R

[ & —
= e
r—"'lr-:-h_—_ L :‘. -
BAER Set M 3 - M 12 (incl. intermediate sizes) = rs ; P —

HSSG Hand Tap Sets & HSS Round Dies & Tools
BAER HSSG Hand Tap Sets (3 parts) M3x0,51M4x0,7IM5x0,8 M6x1,0/M7x1,0/M8x1,25IM9x1,25IM10x1,5IM11x1,5IM12x1,75

BAER HSS Round Dies M3x05I/M4x07IM5x08IM6x1,0lM7x1,0/M8x1,25IM9x1,25IM10x1,5IM11x1,5IM12x1,75
BAER adjustable Tap Wrenches - M1-1011/16-3/81G 1/8 & M 4-1215/32-1/21G 1/8

zinc die cast

BAER Die Stocks - zinc die cast 20x5120x7125x9130x11138x14

Screw extractor

BAER Set M 5 - M 12 (incl. intermediate sizes)
HSSG Hand Tap Sets & HSS Round Dies & Tools
BAER HSSG Hand Tap Sets (3 parts) M5x0,8 I M6x1,0/M7x1,0/M8x1,25IM9x1,25IM10x1,5IM11x15IM12x1,75

BAER HSS Round Dies M5x08I/M6x1,0/M7x1,0 M8x1,25IM9x1,25IM10x1,5IM11x1,5IM12x1,75
BAER adjustable Tap Wrenches - M1-1011/16-3/81G 1/8 & M 4-1215/32-1/21G 1/8

zinc die cast

BAER Die Stocks - zinc die cast 20x7125x9130x11138x14

Screw extractor

BAER Set M 5 - M 20 (incl. intermediate sizes)
HSSG Hand Tap Sets & HSS Round Dies & Tools

BAER HSSG Hand Tap Sets (3 parts) M5x0,8IM6x1,0/M7x1,0 M8x1,25IM9x1,25IM10x1,5IM11x1,5IM12x1,751M14x2,0IM16x2,0
M18x25I1M20x2,5

BAER HSS Round Dies M5x08IM6x1,0/M7x1,0/ M8x1,25IM9x1,25IM10x1,5IM11x1,5IM12x1,751M14x2,0 M 16x 2,0
M18x25IM20x2,5

BAER adjustable Tap Wrenches - M1-1011/16-3/81G 1/8 & M 5-20 | 7/32-3/4 1 G 1/8-G 1/2

zinc die cast

BAER Die Stocks - zinc die cast 20x7125x9130x11138x14145x18

Screw extractor

BAER SetM 3-M 24
HSSG Hand Tap Sets & HSS Round Dies & Tools

BAER HSSG Hand Tap Sets (3 parts) M3x0,5/M4x0,7IM5x08IM6x1,0/M8x1,25IM10x15IM12x1,75IM14x2,0/M16x2,0IM18x2,5
M20x251M22x251M24x3,0

BAER HSS Round Dies M3x05IM4x07IM5x08/M6x1,0/ M8x1,25IM10x1,5I/M12x1,75I1M14x2,0/M16x2,0IM18x2,5
M20x25IM22x2,51M24x3,0

BAER adjustable Tap Wrenches - M1-1011/16-3/81G 1/8 & M 11-27 | 7/16-1“ | G 1/4-G 3/4

zinc die cast

BAER Die Stocks - zinc die cast 20x5120x7125%x9130x11138x14145x 18155 x 22

Screw extractor

BAER SetM 5 - M 30
HSSG Hand Tap Sets & HSS Round Dies & Tools

BAER HSSG Hand Tap Sets (3 parts) M5x0,8IM6x1,0 M8x1,25IM10x1,5/M12x1,75IM14x2,0/M16x20M18x25IM20x2,5 |
M22x25IM24x3,0IM27x3,0 M30x3,5

BAER HSS Round Dies M5x08IM6x1,0/ M8x1,25IM10x1,5IM12x1,75IM14x2,0IM16x2,0M18x25IM20x2,5]I
M22x25IM24x3,0M27x3,0M30x3,5

BAER adjustable Tap Wrenches - M1-1011/16-3/81G 1/8 &M 5-2017/32-3/4“ 1 G 1/8-G 1/2 & M 13-32 1 1/2-1.1/4“ | G 1/4-1“

zinc die cast

BAER Die Stocks - zinc die cast 20x7125x9130x11138x14145x18155%x22165x25

Screw extractor

Bsc RMS MN' (Tripod) Information

G 8 12 NPT NPS RC FG RD Camera Techn.
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Riinlense Short Machine Taps

n Metric coarse thread / 1SO DIN 13

©) Efficlient internal thread Short Machine Taps Short Machine Taps
cutting. Form D for through holes Form B for through holes
(© The short structural type and blind holes

makes that tap usable

by machine and hand. ﬂﬁ # A
:";”F: == o

through holes

& blind holes Chip removal Form D through holes Chip removal Form B with
. . (like picture) straight flutes upto4xD (like picture) spiral point
Application: UbiBZED
non abrasive material TOL Llulus TOL LlulE
i HRC i HRC
up to 900 N/mm? 4 = K =
material: to 800 N/mm? material: t0 900 N/mm?
unalloyed and low HSS6 R0ZEH 22,2 HRC HSSG [S02H 27,1 HRC
alloyed steel
ey F ~ R r
Ry A e N
" . f:_._;_;f . ‘:‘:_._;_;f
... ...
outside cooling outside cooling
S-4threads g lubrication 4-5threads 1 uprication

‘ O

@D2
L1

1 Shank: DIN 352

@D

n D1 D2 W L O T
M2x0,4 2,0 2,8 36 8 2,1 1,60
M 2,5 x 0,45 2,5 2,8 40 9 2,1 2,05
M3x0,5 3,0 3,5 40 1 2,7 2,50
M3,5x0,6 3,5 4,0 45 13 3,0 2,90
M4 x0,7 4,0 45 45 13 34 3,30
M5x0,8 5,0 6,0 50 16 4,9 4,20
M6x1,0 6,0 6,0 50 19 49 5,00
M8x1,25 8,0 6,0 56 22 4,9 6,80
M10x15 10,0 7,0 70 24 55 8,50
M12x1,75 12,0 9,0 75 29 7,0 10,20
M14x2,0 14,0 11,0 80 30 9,0 12,00
M16x2,0 16,0 12,0 80 32 9,0 14,00
M18x25 18,0 14,0 95 40 11,0 15,50
M20x2,5 20,0 16,0 95 40 12,0 17,50
M22x25 22,0 18,0 100 40 14,5 19,50
M24x3,0 24,0 18,0 110 50 14,5 21,00
M 27 x 3,0 27,0 20,0 110 50 16,0 24,00
M30x3,5 30,0 22,0 125 56 18,0 26,50

G 8 12 NPT NPS RC FG RD Camera Techn.
20 . MF @®sp) UNC 'UNF UNS UNEF BSW BSF TR NPTE NPSM  Rp BA W PG por pyg MINI (Tripod) VG Tools | cormation



Riinlense Hand Tap Sets

n metric coarse thread / ISO DIN 13

© Ffficient intemal thread  Hang Tap Sets Hand Tap Sets Hand Tap Sets
cutting. for general use for general use for stainless steels
(© The short structural type Left Hand

makes that tap usable

by hand Y A P )
y and. 4"‘ _‘f" - 6-" _,r” ."_—'-.1 4"‘ _‘"’
i | i ¥ 8 . i F
A Hand-Tap-Set tgrgll.‘gg mles Chip removal Form C A Chip removal Form C A Chip removal Form C
includes 3 taps: wio2np  (ikepicture) straight fiutes wtoanp  (kepicture) straight futes wto2xp  (ikepicture)  straight fites
b Taper Tap TOL TOL TOL RELE
j j HRC
@ Intermediate Tap material to 900 N/mm? material: 0900 N/mm? aterel 101400 N/mm?
HSSG 202581 27,1 HRC HSSG E0/cH 27,1 HRC Htsesnf seam 150251 44,5 HRC
¢} Finish Tap :
vrv g vrv ,r,
0 B, = A _
il o 2 2w
| 1B BEE
D2 g
L1 g
L2 i E §
| Shank: DIN 352 iE i E
“op” ' ) -
n Dt D2 L1 2 O L3
M1 x 0,25 1,0 25 32 6 2,1 0,75
M1,1x0,25 1,1 2,5 32 6 2,1 0,85
M 1,2 x 0,25 1,2 25 32 6 2,1 0,95
M1,4x03 14 25 32 7 21 110
M 1,6 x 0,35 16 25 32 8 2,1 1,25
M1,7 x 0,35 1,7 25 32 8 2,1 1,30
M1,8%0,35 18 25 32 8 21 145
M2x0,4 20 28 36 8 2,1 1,60
M 2,2 x 0,45 22 28 36 9 2,1 1,75
M2,3x04 23 28 36 9 2,1 1,90
M 2,5 x 0,45 25 28 40 9 2,1 2,05
M 2,6 x 0,45 26 28 40 9 2,1 2,10
M3x0,5 30 35 40 11 2,7 250
M3x0,6* 30 35 40 11 27 240
M3,5x0,6 35 40 45 13 30 290
M3,5x0,75 * 35 40 45 13 30 275
M4x0,7 40 45 45 13 34 330
M4 x 0,75 40 45 45 13 34 325
M 4,5x 0,75 45 60 50 16 49 370
M5x0,8 50 6,0 50 16 49 420
M5x0,9* 50 6,0 50 16 49 410
M55x0,9 55 6,0 50 18 49 460
M6x1,0 6,0 6,0 50 19 49 500
M7x1,0 70 6,0 50 19 49 6,00
M8x1,25 80 6,0 56 22 49 6,80
M9x1,25 90 70 63 22 55 780
M10x1,5 10,0 7,0 70 24 55 8,50
M11x1,5 11,0 8,0 70 24 6,2 9,50
M12x1,75 120 9,0 75 29 7,0 10,20
M14x2,0 140 11,0 80 30 9,0 12,00

* special pitch
G 8 12 NPT  NPS RC FG RD Camera Techn.
. MF (spy UNC UNF UNS UNEF . v BSW BSF TR \orr \psy pp BA W PG por pug MINI (Tripod) VG Tools | coiotion 21



Riinlense Hand Tap Sets

n metric coarse thread / ISO DIN 13

© Ffficient intemal thread  Hang Tap Sets Hand Tap Sets Hand Tap Sets
cutting. for general use for general use for stainless steels
© The short structural type Left Hand

makes that tap usable

e poe poe
by hand. i o g i Z
fr: £ ".:/_.‘ ?-,i £ ".:/_.‘ ?-,i £ ".:/_.‘
A Hand-Tap-Set through holes  cyyin removal Form C Chip removal Form C Chip removal Form C

& blind holes & blind holes & blind holes

(like picture)  straight flutes (like picture)  straight flutes (like picture) straight flutes

includes 3 taps: upto2xD upto 2xD upto2xD
{} Taper Tap TOL TOL ToL BEhE
j j HRC
@ Intermediate Tap material to 900 N/mm? material: 0900 N/mm? aterel 01400 N/mm?
HSSG 202581 27,1 HRC HSSG E0/cH 27,1 HRC Htsesrfps;re;m 150251 44,5 HRC
{Gb Finish Tap
: ' AQK ¢
e s ot 2o S 2w Ot
o03| . il . . il . ’;;’
L1 'g
L2 f 1 !
Shank: DIN 352 i E i E 4
“op " - D -
n pi b2 L1 2 O .r

M15x2,0 150 120 80 32 9,0 13,00
M16x 2,0 16,0 120 80 32 9,0 14,00
M18x25 180 140 95 40 11,0 15,50
M20x 2,5 20,0 16,0 95 40 12,0 17,50
M22x 25 22,0 180 100 40 145 19,550
M24x3,0 240 180 110 50 14,5 21,00
M 27 x 3,0 27,0 20,0 110 50 16,0 24,00
M 30 x 3,5 300 220 125 56 18,0 26,50
M33x35 330 250 125 56 20,0 29,50
M 36 x 4,0 36,0 280 150 63 22,0 32,00
M39x4,0 390 320 150 63 24,0 35,00
M42x 4,5 42,0 320 150 63 24,0 37,50
M45x 4,5 450 36,0 160 70 29,0 40,50
M 48 x 5,0 480 36,0 180 75 29,0 43,00
M52 x 5,0 52,0 40,0 180 75 32,0 47,00
M 56 x 5,5 56,0 450 200 85 350 50,50
M 60 x 5,5 60,0 450 200 85 350 54,50
M 64 x 6,0 64,0 50,0 220 90 39,0 58,00
M 68 x 6,0 68,0 50,0 220 90 39,0 62,00
M72x6,0 72,0 50,0 240 80 39,0 66,00
M 76 x 6,0 76,0 50,0 240 80 39,0 70,00
M 80 x 6,0 80,0 50,0 260 85 39,0 74,00
M 84 x 6,0 84,0 50,0 260 85 39,0 78,00
M 88 x 6,0 88,0 50,0 260 85 390 82,00
M 90 x 6,0 90,0 50,0 260 85 39,0 84,00
M92 x 6,0 92,0 56,0 280 90 44,0 86,00
M 96 x 6,0 96,0 56,0 280 90 44,0 90,00
M 100 x 6,0 1000 560 280 90 440 94,00

* special pitch

G 8 12 NPT NPS RC FG RD Camera Techn.
22 .MF (BSP) UNC UNF UNS UNEF UN UN BSW  BSF TR NPTE  NPSM  RP BA W PG BSC RMS MINI (Tripod) VG Tools Information



TECNICHE DI ASSEMBLAGGIO Hand Iap SEts

n Metric coarse thread / 1SO DIN 13

© Efficient internal thread Hand Tap Sets Hand Tap Sets
cutting. with conical profile HSSE
@ The short structural type for higher demands
makes that tap usable D_" (i} E D_ﬂ Ell,
by machine and hand. b E . Y. == ; 'IE
A Hand-Tap-Set S oo om WO oy ot romi
includes 3 taps: wIORs e e smgn s sbiohoes  ETCLS Comian
{} Taper Tap TOL N:ET? TOL N:ETT
C C
@ Intermediate Tap materia? t0 900 N/mm? materia‘lzi to 1000 N/mm?
@ Finish T HSSG 02 6H 27,1 HRC HSSE 502 6H 32 HRC
inish Tap
a '-. "- -.. ‘-

outside cooling outside cooling
and lubrication BOUTEELD and lubrication

|

@D2
L1

[

"

L2

Shank: DIN 352

1

2D

n D1 D2 L1 L O .r
M2x0,4 2,0 2,8 36 8 2,1 1,60
M 2,5 x 0,45 2,5 2,8 40 9 2,1 2,05
M3x0,5 3,0 3,5 40 ih! 2,7 2,50
M4x0,7 4,0 45 45 13 34 3,30
M5x0,8 5,0 6,0 50 16 49 4,20
M6x1,0 6,0 6,0 50 19 49 5,00
M8x1,25 8,0 6,0 56 22 49 6,80
M9x1,25 9,0 7,0 63 22 55 7,80
M10x15 10,0 7,0 70 24 55 8,50
M11x1,5 11,0 8,0 70 24 6,2 9,50
M12x1,75 12,0 9,0 75 29 7,0 10,20
M13x1,75 12,0 9,0 75 29 7,0 11,20
M14x2,0 14,0 11,0 80 30 9,0 12,00
M16x2,0 16,0 12,0 80 32 9,0 14,00
M18x25 18,0 14,0 95 40 11,0 15,50
M19x25 18,0 14,0 95 40 11,0 16,50
M20x25 20,0 16,0 95 40 12,0 17,50
M22x25 22,0 18,0 100 40 14,5 19,50
M24x3,0 24,0 18,0 110 50 14,5 21,00
M27x 3,0 27,0 20,0 110 50 16,0 24,00
M30x35 30,0 22,0 125 56 18,0 26,50
M33x3,5 33,0 25,0 125 56 20,0 29,50
M 36 x 4,0 36,0 28,0 150 63 22,0 32,00
M39x4,0 39,0 32,0 150 63 24,0 35,00
M42x4,5 42,0 32,0 150 63 24,0 37,50

G 8 12 NPT NPS RC FG RD Camera echn.
. MF (BSP) UNC UNF UNS UNEF UN  UN BSW BSF TR NPTE  NPSM  RP BA W PG BSC RMS MINI (Tripod) VG Tools Information
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e imlense

TECNICHE DI ASSEMBLAGGIO

through hole.

(© The spiral point pushes

the chips ahead.

Machine Taps - Form B for through holes

n metric coarse thread / ISO DIN 13

(© Tap for machine use in

Machine Tap
for universal use

UNiBA

through holes  Chip removal Form B with
upto4xD (like picture) spiral point
TD L N/mm?
HRC
O o
]E . :]E material: sope 101200 N
) U HSSE-TIAIN 38 HRC
nns B
Yy PN
pa—
" £
— Sy
. D2 outside coolin
@D2 L1 ? L1 ASthreads oy Iubricatiog
=l =l
B
=3 3
a— = =
L2 L2
o0 " @D
Shank: DIN 376 Shank: DIN 371 I l
{ H
DI D2 L1 L2 [ '
DIN 371
M 2x04 20 28 45 8 2,1 1,60
M22x045 22 28 45 8 21 175
M 25x045 25 28 50 9 2,1 2,05
M 3x05 30 35 56 11 2,7 250
M 3,5x0,6 35 40 56 13 30 290
M 4x0,7 40 45 63 13 34 330
M 5x0,8 50 6,0 70 16 49 420
M6x1,0 60 6,0 80 19 49 5,00
M 7x1,0 70 70 80 19 55 6,00
M 8x1,25 80 8,0 90 22 6,2 6,80
M 10x15 100 10,0 100 24 80 850
DIN 376
M 3x05 30 22 56 11 - 2,50
M 4x0,7 40 28 63 13 2,1 3,30
M 5x0,8 50 35 70 16 27 420
M 6x1,0 60 45 80 19 34 5,00
M 8x1,25 80 60 90 22 49 6,80
M 10x1,5 100 7,0 100 24 55 8,50
M 12x1,75 120 90 110 29 7,0 10,20
M 14x2,0 140 11,0 110 30 9,0 12,00
M 16x2,0 16,0 120 110 32 9,0 14,00
M 18x2,5 180 140 125 34 11,0 15,50
M 20x25 20,0 16,0 140 34 12,0 17,50
M 22x25 220 18,0 140 34 145 19,50
M 24x3,0 240 180 160 38 14,5 21,00
M 27x3,0 270 200 160 38 16,0 24,00
M 30x35 30,0 220 180 45 18,0 26,50
M 33x35 330 250 180 50 20,0 29,50
M 36 x4,0 36,0 280 200 56 22,0 32,00
M 39x4,0 39,0 320 200 60 24,0 3500
M 42x4,5 42,0 320 200 60 24,0 37,50
M 45x4,5 450 36,0 220 65 29,0 40,50
M 48x5,0 48,0 36,0 250 70 29,0 43,00
M 52 x 5,0 52,0 40,0 250 70 32,0 47,00
24 . MF (ng) uvc uve ovs uner & 12 Bsw s TR T

Machine Tap
for general use

[ |'! i ;
4] e g
| .
through holes  Chip removal Form B with
upto4xD (like picture) spiral point
material: 0 900 N/mm?
HSSG o2cH 27,1 HRC
" r "rﬂ
- —
- - ==
L A sy
4-5 threads Qutsite °.°°|an
and lubrication
o o
= El -
S i
= ! >
|
NPS RC FG
nesv Rp BA W PG ggp

Machine Tap
for general use
Left-hand thread

TR |_! 1 p
| 1] ke 4
| | =
through holes ~ Chip removal Form B with
upto4xD (like picture) spiral point
TD L N/mm?
HRC
material:
t0 900 N/mm?
HSSE steam 1S02/6H 27.1 HRC
tempered
Ty r "rﬂ
- —
- - f oscec
sy
outside cooling
4-5threads o1 brication
2 2
Sl =
SIN- I i
= >
RD Camera Techn.
RMS (A0 (Tripod) VGY ook Information



e imlense

TECNICHE DI ASSEMBLAGGIO

n metric coarse thread / ISO DIN 13

(© Tap for machine use in
through hole.

(© The spiral point pushes

Machine Tap
for high-alloyed steels
and longer tool life time

the chips ahead.
p T | i i z
|1 ¥, .
through holes  Chip removal Form B with
upto2xD (like picture) spiral point
TD L N/mm?
HRC
‘ O m]
m material: to 1300 N/mm?
HSSETIN S02eH 4THRC
F
I_,-\ L
P
"I 3:.;;-*
. D2 4.5 threags  OUtside cooling
D2 L1 L1 and lubrication
sl =¢
§ 4 ﬁ d
s |Ez |1
g 3
= =
1} a ;
L2 L2
— | |
o o0
2D
Shank: DIN 376 Shank: DIN 371
n DI D2 L L2 [ N
M 2x04 20 28 45 8 21 1,60
M 25x045 25 28 50 9 21 2,05
M 3x05 30 35 56 11 27 250
M 35x06 35 40 56 13 30 290
M 4x0,7 40 45 63 13 34 330
M 5x0,8 50 60 70 16 49 420
M6x1,0 60 60 80 19 49 5,00
M 7x1,0 70 70 80 19 55 6,00
M 8x1,25 80 80 90 22 62 680
M 9x1,25 90 90 90 18 62 7,80
M 10x1,5 100 100 100 24 80 850
M12x1,75 120 90 110 29 7,0 1020
M 14x2,0 140 11,0 110 30 90 12,00
M 16x2,0 160 120 110 32 9,0 14,00
M 18x2,5 180 140 125 34 11,0 1550
M 20x25 200 160 140 34 120 17,50
M 22x25 220 180 140 34 145 19,50
M 24x30 240 180 160 38 145 21,00
M27x30 270 200 160 38 16,0 24,00
M 30x35 300 220 180 45 18,0 26,50
G 8 12 NPT
. MF (BSP) UNC UNF UNS UNEF UN  UN BSW BSF TR NPTE

Machine Tap
ECO for stainless steels
with high tool life time

Machine Taps - Form B for through holes

Machine Tap
for high alloyed stainless steels
and high-tensile materials

[ 1] i ; 1] I s
| || I_k_ | || I_k_
L 1] % ¢ 1 1] . ¢
through holes  Chip removal  Form B with through holes ~ Chip removal  Form B with
upto3xD (like picture) spiral point upto2,5xD (like picture) spiral point
TOL Nimm? TOL Mimm?
j HRC HRC
material: .
0 900 N/mm? material: to 1400 N/mm?
HSSE steam 1S02/6H 27,1 HRC HSSE-PM TIAIN 1S02/6H 44 HRC
tempered
ey N -y r
| A | A
5 B o 5 B oo
L A ey o
4-5 threads Qutside c_ool!ng 4-5 threads outsite c_ool?ng
and lubrication and lubrication
2 2 2 2
= = =8 =
9 g sl sk
3 > = >
5 g s|E 5E
=1 3 g 3
= = = =
3 S 3 N
NPS RC FG RD Camera Techn.
NPu  Rp PA W PG st gug MND EESS V6 Tools e, 25



e imlense

TECNICHE DI ASSEMBLAGGIO

n Metric coarse thread / 1SO DIN 13

(@ Tap for machine use in
through hole.

(© The spiral point pushes

the chips ahead.
‘ O O
[ @D2
D2 L1 L1
L2 L2
oo

[%]v]

Shank: DIN 376 Shank: DIN 371

Machine Tap
for aluminum

through holes Chip removal Form B with
upto2,5xD (like picture) spiral point
E -
| TOL MN/mm?*
HRC
material: 5 a
RSSEET 1S02/6H bis 700 N/mm
o ¥
.y s
" N = i
Shans A
45 threads outside cooling

and lubrication

0L Wordn 1€ NIO
MR -

21N Woy 9/€ NIa
i

Dt D2 L L [
M 2x0,4 2,0 2,8 45 8 2,1 1,60
M 2,5x0,45 25 2,8 50 9 21 2,05
M 3x0,5 3,0 35 56 1 2,7 2,50
M 4x0,7 4,0 45 63 13 34 3,30
M 5x08 50 60 70 16 49 420
M 6x1,0 6,0 6,0 80 19 49 5,00
M 8x1,25 8,0 8,0 90 22 6,2 6,80
M 10x1,5 10,0 10,0 100 24 8,0 8,50
M 12x1,75 12,0 9,0 110 29 7,0 10,20
M 14x2,0 14,0 11,0 110 30 9,0 12,00
M 16x2,0 16,0 12,0 110 32 9,0 14,00
M 18x25 18,0 14,0 125 34 11,0 15,50
M 20x25 20,0 16,0 140 34 12,0 17,50
M 24x3,0 24,0 18,0 160 38 14,5 21,00
M 27x3,0 27,0 20,0 160 38 16,0 24,00
M 30x3,5 30,0 22,0 180 45 18,0 26,50
26 . MF gopy UNC UNE NS wveF S 02 Bsw Bse TR ML NPSRC

BA

w

PG

Machine Taps - Form B for through holes

Machine Tap
for special alloys

(Inconel, Hastelloy etc.)

Chip removal
(like picture)

through holes
upto2,5xD

-
TOL .
HRC

material:

HSSE-PM TiAIN 150261

38 HRC

s A

outside cooling

A-5threads 0 lubrication

oLwordn 12¢ NIg
vl

2L woy 9/€ NI
riar

{i

FG RD Camera

BSC RMS MINI (Tripod) VG  Tools

Form B with
spiral point

N/imm?#

t0 1200 N/mm?

Techn.
Information



ptlinlense Machine Taps - Form B for through holes

n metric coarse thread / ISO DIN 13

© Tapformachine usein  Machine Tap Machine Tap Machine Tap
through hole. for general use for general use for general use
© The spiral point pushes  overlengthed oversized (diameter)  undersized (diameter)
the chips ahead. (long shank)
I || 1 4 ] || 4 p ] || 4 F
i 8 ¢ 1l @ ¢ 1l 8§ 9
L i ¥ L] . i ] .
through holes ~ Chip removal  Form B with through holes ~ Chip removal  Form B with through holes ~ Chip removal ~ Form B with
upto4xD (like picture) spiral point upto2,5xD  (like picture) spiral point upto2,5xD (like picture) spiral point

TD L N/mm? TD L Mimm? TD L MNimm?
j HRC _‘ HRC _‘ HRC
‘ m] O ) ) )
material: t0 900 N/mm? material: t0 900 N/mm? material: 0 900 N/mm?
E@/ VIV HSSE [S026H 27,1 HRC HSSE I502/cH 27,1 HRC HSSE 50264 27,1 HRC
-y r "r‘ﬂ -V | 3 -"ﬂ Y r -"ﬂ
» = Py Py
o - = - - == o - =
.. sy .. sy sy
¥ outside cooling ¥ outside cooling u outside cooling
. D2 paclimas and lubrication e and lubrication <OUIEED and lubrication
aD2 L1 L1
g g =0 = =M 2
Sl S g 3 g B
s g i U
= 3 g 3 g 3
= = = = = =
> N 5 o > N
12 L2
@D E i
@D l E
Shank: DIN 376 Shank: DIN 371

[)1D2L1L2Dl

2x04 20 28 45 8 21 1,60
25x045 25 28 50 9 21 205
3x0,5 30 35 5 11 27 250
4x0,7 40 45 63 13 34 330
5x08 50 60 70 16 49 420
6x1,0 60 60 8 19 49 5,00
8x1,25 80 80 90 22 62 6,80
10x1,5 10,0 10,0 100 24 8,0 8,50
12x1,75 120 90 110 29 7,0 10,20
14x2,0 140 11,0 110 30 9,0 12,00
16x2,0 16,0 12,0 110 32 9,0 14,00
18x2,5 18,0 140 125 34 11,0 1550
20x2,55 20,0 16,0 140 34 12,0 17,50

3x05 30 35 56 11 27 250
4x07 40 45 63 13 34 330
5x08 50 60 70 16 49 4,20
6x1,0 60 60 80 19 49 500
8x1,25 80 80 9 22 62 680
10x15 10,0 10,0 100 24 80 8,50
12x1,75 120 90 110 29 7,0 10,20

3x05 30 35 5 11 27 250
4x07 40 45 63 13 34 330
5x08 50 60 70 16 49 4,20
6x1,0 60 60 8 19 49 500
8x1,25 80 80 9 22 62 6,80
10x15 10,0 10,0 100 24 80 8,50
M 12x1,75 120 90 110 29 7,0 10,20

G 8 12 NPT NPS RC FG RD Camera Techn.
.MF @®sp) UNC 'UNF UNS UNEF .,y BSW BSF TR o ooy pp BA W PG o pys  MINI (Tripod) VG Tools | crmation 27



n metric coarse thread /

(© Tap for machine use
in through hole and
blind hole.

(© The short lead-in
chamfer makes
that tap universal in

_ Machine Taps - Form C (straight flutes)
EInlenSe o through holes and blind holes

ISODIN 13

Machine Tap
for general use

S
through holes

NPT
NPTF

. . . Chip removal Form C
appllcatlon. The flutes ﬁ‘pbtlp gvgo)ies (Iikz picture)  straight flutes
can hold the most
part of the chips. ‘

E -
D material: N/mm?
T e
PECTATLTAT =N
- Ca
.-L e
=
[ outside coolin
202 iy 8 theads oy Iubricatiog
o =}
I S
e
L2
" oD @D i ‘
Shank: DIN 376 Shank: DIN 371
DI D2 L1 L2 [ ‘
DIN 371
M 2x04 20 28 45 8 2,1 1,60
M 22x045 22 28 45 8 2,1 1,75
M 2,3x0,4 23 28 45 9 2,1 1,90
M25x045 25 28 50 9 21 205
M 26x045 26 28 50 9 21 2,10
M 3x05 30 35 56 11 2,7 250
M 3,5x0,6 35 40 56 13 30 290
M 4x0,7 40 45 63 13 34 330
M 5x0,8 50 6,0 70 16 49 420
M 6x1,0 6,0 6,0 80 19 49 5,00
M7x1,0 70 7,0 80 19 55 6,00
M 8x1,25 80 80 90 22 6,2 6,80
M 9x1,25 90 9,0 90 18 6,2 7,80
M 10x1,5 10,0 10,0 100 24 80 850
DIN 376
M 3x0,5 30 22 56 11 - 2,50
M 4x0,7 40 28 63 13 2,1 3,30
M 5x0,8 50 35 70 16 27 420
M 6x1,0 6,0 45 80 19 3,4 5,00
M 8x1,25 80 6,0 90 22 49 6,80
M 10x1,5 10,0 70 100 24 55 8,50
M 11x15 11,0 80 100 22 6,2 9,50
M 12x1,75 120 90 110 29 7,0 10,20
M 14x2,0 140 11,0 110 30 9,0 12,00
M 16 x2,0 16,0 120 110 32 9,0 14,00
M 18x25 180 140 125 34 11,0 1550
M 20x25 200 16,0 140 34 12,0 17,50
M 22x25 220 18,0 140 34 145 19,50
M 24x3,0 240 18,0 160 38 145 21,00
M 27 x3,0 27,0 20,0 160 38 16,0 24,00
M 30x35 30,0 220 180 45 18,0 26,50
M 33x35 330 250 180 50 20,0 29,50
M 36 x4,0 36,0 280 200 56 22,0 32,00
M 39x4,0 390 320 200 60 24,0 35,00
M 42x4,5 42,0 320 200 60 240 37,50
M 45x4,5 450 36,0 220 65 29,0 40,50
M 48x5,0 480 360 250 70 29,0 43,00
M 52x5,0 52,0 40,0 250 70 32,0 47,00
28 . MF gep UNC UNE NS wvEF S 02 Bsw BsE TR

Machine Tap
for general use
Left-hand thread

,,,,,,,, : ]
through holes

" Chip removal Form C
ﬁ‘pbtl!)ng goleg (like picture)  straight flutes
material: t0 900 N/mm?
HSSE o2 27,1 HRC
- - Py
.. sy
outside cooling
2-31heads 14 luprication
2 2
= =
4 J Q
= >
5 g
g 3
= =
3 N
I
NPS RC FG
nesv Rp BA W PG ggp

Machine Tap
with longer tool
life time

,,,,,,,, 41
through holes

- Chip removal Form C
ﬁ(pbtllongygoies (like picture)  straight flutes
TD L Nimm?#
" HRC
material: t0 900 N/mm?
HSSETIN St 27,1 HRC
o - =7
sy
2-3 threads Oltside gool?ng
and lubrication
2 2
= =
el
5 g
g 3
= =
2 =
RD Camera Techn.
RMS Ml (Tripod) 8 feE Information



_ Machine Taps - Form C (straight flutes)
EINIEeENSE for through holes and blind holes

n metric coarse thread / ISO DIN 13

© Tap for machine use Machine Tap Machine Tap Machine Tap
in through hole and for cast materials for titanium and for brass
blind hole. titanium alloys (short-chipping)
The short lead-in
© 1l #» i
chamfer makes i | 7 il il
that tap universal in T ! s TR
.. U Chip removal Form C U Chip removal Form C u Chip removal Form C
appllcatlon. The flutes ﬁ‘pbtlp gvgo)ies (Iille pictu:’e) straight flutes ﬁ‘pbtli)ngygoleg (Iille pictu:e) straight flutes ﬁ(pbtllongygoies (Iilie pictu:,e) straight flutes
can hold the most -
part of the chips. | . TOL
o e 4 4
KB‘? gterial - isozzen Qo0 materal ozl '0900 W aterak 1s026H 10600 N
s B s B s B
o - =7 -1 - =7 - - =
= i =
= o 2 2w
@D2 L1
g lu 2f gd s g J g
I - E e
f =) : = N E
L2 L2
\_7 1 ! L L
L : 1
Shank: DIN 376 Shank: DIN 371 = -:. L8

n [)1|32L1L2IZIl

M 2x04 20 28 45 8 21 1,60
M 25x045 25 28 50 © 21 205

M 3x05 30 35 56 11 27 250
M35x06 35 40 56 13 30 290
M 4x07 40 45 63 13 34 330
M 5x08 50 60 70 16 49 420
M 6x1,0 60 60 8 19 49 500
M 7x1,0 70 70 8 19 55 600
M8x125 80 80 9 22 62 680
M9x12s 90 90 9 18 62 780
M10x15 100 100 100 24 80 850
M1ix15 110 80 100 22 62 950
M12x175 120 90 110 29 70 1020
M14x20 140 11,0 110 30 90 12,00
M16x20 160 120 110 32 90 14,00
M18x25 180 140 125 34 110 1550
M20x25 200 160 140 34 120 17,50
M22x25 220 180 140 34 145 1950
M24x30 240 180 160 38 145 21,00
M27x30 270 200 160 38 160 24,00
M30x35 300 220 180 45 180 26,50
M33x35 330 250 180 50 200 29,50

G 8 12 NPT NPS RC FG RD Camera Techn.
. MF @®sp) UNC 'UNF ~UNS UNEF BSW BSF TR NPTE NPSM  RP BA W PG g pyg  MINI (Tripod) VG Tools | cormation 29



(© Tap for machine use

_ Machine Taps - Form C (with spiral flutes)
EInlense o plind holes

n metric coarse thread / ISO DIN 13

Machine Tap
in blind holes. i
blind holes for universal use
@ The fast spiral flutes UNI§A
provide good chip o -
e
removal from the = l } =
blind hole. L -
blind holes Chip removal Form C 40°
upto3xD (like picture) spiral flute
TOL
‘ o - h:naterial' to 1200 N/mm?
@E S HSSETAN  'SOZ6H 38 HRC
P TATLTAY | S
S 2 =
==
L, =
] outside cooling
] 2D2 Z3threads 14 lubrication
D2 L1 L1
o
=
= =
—— i
L2 L2
7_Z;l_l; o
o o / /
Shank: DIN376  Shank: DIN 371
n D1 D2 L1 L2 [ N
DIN 371
M 2x04 20 28 45 6 2,1 1,60
M 22x045 22 28 45 6 2,1 1,75
M 25x045 25 28 50 6 2,1 2,05
M 3x05 30 35 56 6 2,7 250
M 3,5x0,6 35 40 56 13 30 29
M 4x0,7 40 45 63 7 34 330
M 5x0,8 50 6,0 70 8 49 420
M 6x1,0 60 60 80 10 49 5,00
M 7x1,0 70 70 80 19 55 6,00
M 8x1,25 80 8,0 90 14 6,2 6,80
M 10x1,5 10,0 10,0 100 16 80 850
DIN 376
M 3x05 30 22 56 6 - 2,50
M 4x0,7 40 28 63 7 2,1 3,30
M 5x0,8 50 35 70 8 2,7 420
M 6x1,0 60 45 80 10 3,4 5,00
M 8x1,25 80 60 90 14 49 6,80
M 10x1,5 100 70 100 16 55 850
M 12x1,75 120 90 110 18 7,0 10,20
M 14x2,0 140 11,0 110 20 9,0 12,00
M 16x2,0 16,0 120 110 22 9,0 14,00
M 18x25 180 140 125 25 11,0 1550
M 20 x 2,5 20,0 16,0 140 25 12,0 17,50
M 22x25 22,0 18,0 140 27 145 19,50
M 24x3,0 240 180 160 30 145 21,00
M 27x3,0 270 20,0 160 30 16,0 24,00
M 30x 3,5 30,0 22,0 180 35 18,0 26,50
M 33x3,5 330 250 180 35 20,0 29,50
M 36 x 4,0 36,0 28,0 200 40 22,0 32,00
M 39x4,0 39,0 320 200 40 24,0 35,00
M 42x45 420 320 200 45 240 37,50
M 45x 4,5 450 36,0 220 45 29,0 40,50
M 48x5,0 480 36,0 250 50 29,0 43,00
M 52x5,0 52,0 40,0 250 50 32,0 47,00
30 . MF gep UNC UNF NS wNeF S 02 Bsw BsF TR NPT

Machine Tap
for general use

l } :‘_F-
_ A
|-
i i 4
blind holes Chip removal Form C 35°
upto3xD (like picture) spiral flute
material: t0 900 N/mm?
HSSE o2 27,1 HRC
LY ; _,.s%
“~ g==r
sy
outside cooling
2-31heads 14 luprication
=] =]
= =
= i E] T
X
!
i t;
NPS RC FG
nesv Rp BA W PG ggp

Machine Tap
for general use
Left-hand thread

£
o
blind holes Chip removal Form C 35°
upto3xD (like picture) left spir. flute
TD L Nimm?#
" HRC
material: t0 900 N/mm?
HSSE St 27,1 HRC
g B E==F
sy
outside cooling
-3 theads 1 uprication
=] =]
= =
9 Q
3 =
|
&
-& ‘s:
RD Camera Techn.
RMS Ml (Tripod) 8 feE Information



metric coarse thread /

in blind holes.

_ Machine Taps - Form C (with spiral flutes)
LR2INIENSE for blind holes

Tap for machine use

The fast spiral flutes

ISODIN 13

Machine Tap
for high-alloyed steels
and longer tool life time

Machine Tap
ECO for stainless steels
with high tool life time

Machine Tap

for high alloyed stainless steels

and high-tensile materials

@ provide good chip - - - p .
| from th l E - l E A 25
removal rrom the | =t | =t ==
: | - A - P
blind hole. e ; i ; _ :
blind holes Chip removal Form C 35° blind holes Chip removal Form C 35° blind holes Chip removal Form C 15°
upto2,5xD (ke picture) spiral flute upto2,5xD  (iike picture) spiral flute upto2xD (like picture) spiral flute
TOL TOL | TOL QUGS
. HRC
o ) terial
O ) material: )
material: to 1300 N/mm? t0 900 N/mm? material: to 1400 N/mm?
jE 4 < f HSSETIN [S02H 4THRC ”tsesrfpse‘fe"dm o2 27,1 HRC Hsse-pPMTiAN  'SOZ/6H 44HRC
- - B - B
ey -y o o o s,
,! - ,I - iy i . ey
L I e I e
] outside cooling outside cooling outside cooling
. D2 Z3threads 14 lubrication 2-31heads 14 luprication -3 theads 1 ubrication
@D2 L1 L1
Sl S 8 3 g =
=l : =M : S
L2 L2 |
e
1
2D 2 ’.‘
2D
Shank: DIN 376 Shank: DIN 371 o
n D1 D2 L1 L2 U v
M 2x04 20 28 45 6 2,1 1,60
M 25x045 25 28 50 6 2,1 2,05
M 3x0,5 30 35 56 6 27 250
M 3,5x0,6 35 40 56 13 30 29
M 4x0,7 40 45 63 7 34 330
M 5x0,8 50 60 70 8 49 420
M 6x1,0 60 60 80 10 49 5,00
M 7x1,0 70 70 80 19 55 6,00
M 8x1,25 80 80 90 14 62 6,80
M 9x1,25 90 90 90 15 70 7,80
M 10x15 100 100 100 16 80 8,50
M 11x15 1,0 80 100 18 62 950
M 12x1,75 120 90 110 18 7,0 1020
M 14x2,0 140 11,0 110 20 9,0 12,00
M 16x2,0 160 120 110 22 9,0 14,00
M 18x25 180 140 125 25 11,0 1550
M 20x 2,5 200 16,0 140 25 12,0 17,50
M 22x25 220 180 140 27 145 19,550
M 24x3,0 240 180 160 30 145 21,00
M 27x3,0 27,0 200 160 30 16,0 24,00
M 30x 3,5 30,0 220 180 35 18,0 26,50
G 8 12 NPT NPS RC FG RD Camera Techn.
. MF (BSP) UNC UNF UNS UNEF UN UN BSW BSF TR NPTE NPSM  RP BA W PG BSC RMS MINI (Tripod) VG  Tools Information 31



_ Machine Taps - Form C (with spiral flutes)
EINIenSE for plind holes

n metric coarse thread / ISO DIN 13

© Tap for machine use Machine Tap Machine Tap Machine Tap
in blind holes. for long-chipping
© The fast spiral flutes materials
provide good chip ; p ; P i 2 -
i - == f S e
removal from the i = | = i 19 £
. | Py — Py | - ;5} Py
blind hole. Ll T Lol e ’
blind holes Chip removal Form C 40° blind holes Chip removal Form C 15° blind holes Chip removal Form C 15°
upto3xD (like picture) spiral flute upto3xD (like picture) spiral flute upto2xD (like picture)  left spir. flute
TD L TD L TD L N/imm?
j j HRC
materil IS02/6H  to:350 Nimm? materil oz OSONMmT o materat o sozen 1900
o LY UL
[ | — C\v = C\
S o = fmF b ==
. 2atieats o o 23teats 2 o 2atreass 2 on
— she ) Sl Zpa she i)
= = =
o D2 § ! N ! § E 2 I § ! 5 !
aD2 L1 L1
\ {
L ' '
L2 L2 r‘ / 6‘, |I
' # |
"y /3 ”

@D

Shank: DIN 376 Shank: DIN 371

m D102L1L2I:|l

DIN 371

M 3x05 30 35 56 6 2,7 250
M 3,5x0,6 35 40 5 13 30 290
M 4x0,7 40 45 63 7 34 330

M 5x0,8 50 60 70 8 49 420
M 6x1,0 60 60 80 10 49 5,00
M 7x1,0 70 70 80 19 55 6,00

M 8x1,25 80 80 9 14 62 680
M 10x1,5 100 100 100 16 80 850

DIN 376

M 3x0,5 30 22 5 11 - 2,50
M 4x0,7 40 28 63 13 21 330
M 5x0,8 50 35 70 16 27 420
M 6x1,0 60 45 8 19 34 500
M 8x1,25 80 60 9 22 49 680
M 10x1,5 10,0 70 100 24 55 850
M 12x1,75 120 90 110 18 70 10,20
M 14x2,0 140 11,0 110 20 90 12,00
M 16x2,0 160 120 110 22 90 14,00
M 18x2,5 180 140 125 25 11,0 15,50
M 20x2,5 200 160 140 25 12,0 17,50
M 22x25 220 180 140 27 145 1950
M 24x3,0 240 180 160 30 145 21,00

G 8 12 NPT NPS RC FG RD Camera Techn.
32 .MF @®Sp) UNC 'UNF UNS UNEF gy BSW BSF TR NPTE NPSM Rp BA W PG pop pyg MINI (Tripod) VG Tools | cormation



_ Machine Taps - Form C (with spiral flutes)
EINIensSEe for plind holes

n metric coarse thread / ISO DIN 13

© Tap for machine use Machine Tap Machine Tap Machine Tap
in blind holes. for general use for general use for general use
© The fast spiral flutes overlengthed (long shank) oversized (diameter) undersized (diameter)
provide good chip . p . p p
removal from the E l E* L> | l E» e e
) - r - P p—
blind hole. e 4 kst :
blind holes Chip removal Form C 35° blind holes Chip removal Form C 35° blind holes Chip removal Form C 35°
upto3xD (like picture) spiral flute upto3xD (like picture) spiral flute upto3xD (like picture) spiral flute
TOL TD L TD (I N/mm?
j ‘ ‘ HRC
) ) 66 )
material: to 900 N/mm? material: t0 900 N/mm? material: t0 900 N/mm?
HSSE [S02H 27,1 HRC HSSE o 27,1 HRC HSSE & 27,1 HRC
+0,1 mm
P ahns B P
AR Y ey Y Y Y
Ly ey o
B = ‘- == B ==
outside cooling outside cooling outside cooling
. Z3threads 14 lubrication -3threads 14 prication 2-3threads 4 lubrication
I oD2 ‘% r g 4 5: "E 4 % y [ 4
ozl Ly L Sl |k slr =\ sl =l
1}
L2 L2 \ If V- If ¥ -
I.F T F- T F.
' ' v
1 ¥ i
< b ¢ 4 /
e @D _
o0 ¥ (3 /4
Shank: DIN 376 Shank: DIN 371
D1 b2 11 L2 O N
M 2x0,4 20 28 45 6 21 1,60
M25x045 25 28 50 6 21 205
M 3x05 30 35 56 6 2,7 250
M 4x0,7 40 45 63 7 34 330
M 5x0,8 50 60 70 8 49 420
M 6x1,0 60 60 8 10 49 500
M 8x1,25 80 80 90 14 62 680
M 10x15 10,0 10,0 100 16 80 850
M 12x1,75 120 90 110 18 70 10,20
M 14x2,0 140 11,0 110 20 9,0 12,00
M 16x2,0 16,0 12,0 110 22 9,0 14,00
M 18x25 180 140 125 25 11,0 15,50
M 20x25 20,0 160 140 25 12,0 17,50
M 3x05 30 35 56 6 2,7 250
M 4x0,7 40 45 63 7 34 330
M 5x0,8 50 60 70 8 49 420
M6x1,0 60 60 80 10 49 5,00
M 8x1,25 80 80 9 14 62 680
M 10x15 10,0 100 100 16 80 850
M 12x1,75 120 90 110 18 7,0 1020
M 3x05 30 35 56 6 27 250
M 4x0,7 40 45 63 7 34 3,30
M 5x0,8 50 60 70 8 49 420
M 6x1,0 60 60 80 10 49 5,00
M 8x1,25 80 80 9 14 62 6,80
M 10x1,5 10,0 10,0 100 16 80 850
M 12x1,75 120 90 110 18 70 10,20
G 8 12 NPT NPS RC FG RD Camera Techn.
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MLENSE Machine Nut Taps and Combined Machine Taps

metric coarse thread / ISO DIN 13

Machine Nut Tap Machine Nut Tap Combined
for general use Machine Tap
for general use

Machine Tap for
threading nuts up to

qATE e EE -1l =
1,0 D. The flutes can ; F B I= y ks iz j,/
hold the most part of 11 & i | i 7
the chips. thurgligr;hxolgs ((:I?llz :;énts:’ea)l stright futes mng;ghzhmes ?I?llz L?g:lrj):lea)l Cofrr;:)ri:ed
Combined Machine Tap TOL TOL LELE
" ‘ HRC
Machine Tap, which ) . up 10 600
. material: 1S02/6H o 850 N/mm material: 1S02/6H N/mme
allows core hole drilling i HEBLE RS
and thread tapping v e TNV SN
in one fluent process 1- & 1- &

without changing tools. o e

‘ o 0 and lubrication

outside cooling

long and lubrication

WM
I-l
- i
D2
D2 L1 u
2D
— [ e
l
|
L2 L3 ]
7 1 [
7 |
L1

@D

Shank: DIN 357

n D1D2L1L2|:|! D2 L1 L2 13 O

M 3x05 30 22 70 22 - 2,50 30 5 22 11 24
M 4x0,7 40 28 90 25 21 330 40 63 28 14 30
M 5x0,8 50 35 100 28 27 420 50 71 3% 18 38
M6x1,0 60 45 110 32 34 5,00 60 80 44 22 49
M 8x1,25 80 60 125 40 49 6,80 80 9 50 25 62
M 10x1,5 10,0 70 140 45 55 8,50 10,0 106 62 31 80
M 12x1,75 120 90 180 50 7,0 10,20 120 115 70 35 90
M 14x2,0 140 11,0 200 56 9,0 12,00
M 16x2,0 16,0 12,0 200 63 90 14,00
M 18x2,5 180 140 220 63 11,0 1550
M 20x2,5 200 160 250 70 12,0 17,50
M 22x25 220 180 280 80 145 19,50
M 24x3,0 240 180 280 80 145 21,00

G 8 12 NPT NPS RC FG RD Camera Techn.
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Rinlense

TECNICHE DI ASSEMBLAGGIO

n metric coarse thread / ISO DIN 13

Machine Forming

Taps have following
advantages:

Machine Forming Taps
for universal use

UNiForm Machine Forming Taps

Machine Forming Taps Machine Forming Taps

for higher demands

. fﬂﬁ% f.a\.m%
= No chips ey e
. - Yy > L= -
= Up to 20 times longer lifetime bt I bt
(compared to taps) trouah hOES  Threading with {hough OIS Threading with
. upto2,5xD with no chips oil grooves upto3xD with no chips oil grooves
= Same forming tap for through
and blind hole
. , TOL TOL
= Wide range of materials can | |
be processed material: 1S02/6HX to 850 N/mm? material: 1S02/6HX to 1200 N/mm?
n |ntersecti0n Of the thread iS HSSE TIN 25,5 HRC HSSE-PM TIN 37,1 HRC
impossible
" r s
= Very high trueness - fs} C\’ .
= Increased strength of the ) =y )
outside cooling outside cooling
thread 2-3 threads et 2-3 threads and lubrication
= Higher surface quality
= Much higher cutting speed o - - o o
Z s = = E
= § § f
@D2] L1 L1
L2
2D
Shank: DIN 376 Shank: DIN 371
n D1 D2 L1 L2 O '
M2x0,4 20 28 45 8 21 185
M22x045 22 28 45 8 21 203
M2,3x0,4 23 28 45 8 21 215
M25x045 25 28 5 9 21 233
M26x045 26 28 50 9 21 243
M3x0,5 30 35 56 11 27 280
M 3,5x0,6 35 40 5 13 30 325
M4x0,7 40 45 63 13 34 370
M45x0,75 45 60 70 14 49 420
M5x0,8 50 60 70 16 49 465
M6x1,0 60 60 8 19 49 510
M8 x1,25 80 80 90 22 62 745
M10x1,5 100 100 100 24 80 935
M12x1,75 120 90 110 29 70 1125
M14x2,0 140 11,0 110 30 90 13,10
M16x2,0 160 120 110 32 90 1510
M18x25 180 140 125 34 11,0 16,85
M20x 2,5 200 160 140 34 120 1885
G 8 12 NPT NPS  RC FG  RD
. MF (BSP) UNC UNF UNS UNEF UN UN BSW BSF TR NPTE  NPSM RP BA W PG

BSC RMS MINI (Tripod) VG  Tools

for universal use
oversized (diameter)

T
/f vf i i
» B W o
blind holes Chip removal with
upto3xD (like picture) oil grooves
TD L Nimm?
| HRC
]
material: to 850 N/mm?
HssETN  'SO¥BCX s s hRe
r -2
| 4 C\
o - =
2.3 threads outside cooling

and lubrication

OLWordn 1€ NI
2L N Wwoi 9/¢ NIa

Camera Techn.
Information

35



Rinlense

CNICHE DI ASSEMBLAGGIO

1/4“ Bit-Short Machine Taps

n metric coarse thread / ISO DIN 13

Efficient internal

Bit-Taps

thread cutting with Form D for through
batterypowered holes and blind holes
screwdriver T T /
. A
(min. 7,5 Volt). i oo
through holes ip removal rm
App" Cati on: &ught%dzhg lSS ?I?kg picture)I straﬁght fl?nes
¢gy non abrasive material TOL Llulus
up to 900 N/mm 4 HRC
unalloyed and low ms;esrg': 1S02/6H “’gg‘g’:"gg"?
alloyed steel

LRI g
1-| - L:-'-;f

4-5 threads outside c_ooI!ng
and lubrication

O

1/4*

L1

@D
n 1 O w
M3x0,5 3,0 33 1 1/4" 2,50
M 3,5x 0,6 815} 34 10 1/4" 2,90
M4x0,7 4,0 35 12 1/4" 3,30
M 4,5 x 0,75 45 35 12 1/4" 3,70
M5x0,8 5,0 36 15 1/4" 4,20
M5,5x0,9 5,5 35 15 1/4" 4,60
M6x1,0 6,0 39 18 1/4" 5,00
M7x1,0 7,0 38 16 1/4" 6,00
M8x1,25 8,0 40 19 1/4" 6,80
M9x1,25 9,0 M 18 1/4" 7,80
M10x1,5 10,0 41 21 1/4" 8,50

8 12

NPT NPS RC
UNG UNF UNS UNEF ;v  y

NPTF  NPSM ~ RP

FG RD Camera Techn.

BSW BSF TR Bsc RMS MM (gripog) VG TOOS nirmation

BA W PG

G
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R inlense yNiForm Machine Forming Taps

n metric coarse thread / ISO DIN 13

Efficient internal Kombi-Bit-Taps

thread cutting with for through holes

batterypowered

screwdriver (min. 7,5 Volt). HEE ./ P

Core hole drilling and i . f':

thread tapping in one mmug;m hol.es Chipremoval  Combined

fluent process. WOTXD - (epce - form
TD L Nimm?

| HRC
Application: |
material:

¢ non abrasive material bosg SR foonoti

up to 600 N/mm '|ﬂ'_ B A
unalloyed and low L_,
a"0yed Steel outside cooling

4-5treads oy ubrication

1/4*
! -
L1
@D
o

n i o2 u O
M3x05 3,0 2,5 36 1/4"
M4x0,7 4,0 33 39 1/4"
M5x0,8 5,0 4,2 4 1/4"
M6x1,0 6,0 5,0 44 1/4"
M8x1,25 8,0 6,8 50 1/4"
M10x1,5 10,0 8,5 59 1/4"

G 8 12 NPT NPS RC FG RD Camera Techn.
. MF @®sp) UNC 'UNF ~UNS UNEF BSW BSF TR NPTE NPSM  RP BA W PG g pyg  MINI (Tripod) VG Tools | cormation 37



RRlinlense Round Di
TECNICHE DI ASSEMBLAGGIO oun Ies

n metric coarse thread / ISO DIN 13

Round Dies Round Dies Round Dies Round Dies Round Dies

for general use for general use for higher for stainless  for brass
Left Hand demands steels
. TOL . TOL . TOL | TOL . TOL
F | | | F | |
matetel 1s0-6g materel 1s0-6g materal 1s0-6g maerel 1s0-6g mateel 1s0-6g
W C\, W /) . v C\, W C\, W C\'
Chamfer: right hand Chamfer: left hand Chamfer: right hand Chamfer: right hand Chamfer: right hand
1,5 threads thread 1,5 threads thread 1,5 threads thread 2 threads thread 1,25 threads thread

e |
with lapped with lapped with
spiral entry spiral entry spiral entry

g
I 2D
|
EDZ[ preparatory ;
diameter

D D1 H D2

M1x0,25 10 16 5 09
M1,1x025 11 16 5 1,05
M12x025 12 16 5 1,15
M1,4x03 14 16 5 136
M1,6x035 16 16 5 155
M17x035 17 16 5 164
M1,8x035 18 16 5 175
M2x0,4 20 16 5 195
M22x045 22 16 5 215
M23x0,4 23 16 5 223
M25x045 25 16 5 242
M26x045 26 16 5 253
M3x05 30 20 5 292
M35x08 35 20 5 341

M4x0,7 40 20 5 390
M45x075 45 20 7 440
M5x0,8 50 20 7 490
M5x0,9 50 20 7 489
M55x0,9 55 20 7 544
M6x1,0 60 20 7 588
M7x1,0 70 25 9 688
M8x1,25 80 25 9 786
M9x1,25 90 25 9 886
M10x1,5 100 30 11 985
M11x1,5 110 30 11 10,85
M12x175 120 38 14 1183
M14x2,0 140 38 14 1382
M15x2,0 150 38 14 14,91
M16x2,0 160 45 18 1582
M18x25 180 45 18 17,79
M19x25 190 45 18 18,89
M20x25 200 45 18 19,79
M22x25 20 55 22 2179

G 8 12 NPT NPS RC FG RD Camera Techn.
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RRinlense Round Di
ECNICHE DI ASSEMBLAGGIO oun Ies

n metric coarse thread / ISO DIN 13

Round Dies Round Dies Round Dies Round Dies  Round Dies
for general use for general use for higher  for stainless for brass

-

Left Hand demands  steels
material: material: material: material: material:
HSS 1S0-6g HSS 1S0-69 HSSE 1S0-6g HSSE 1S0-6g HSS 1S0-6g
W (O W) o (O o (O W (O
Ty Py Ty b R Ta At Ty
Chamfer: right hand Chamfer: left hand Chamfer: right hand Chamfer: right hand Chamfer: right hand
1,5 threads thread 1,5 threads thread 1,5 threads thread 2 threads thread 1,25 threads thread
= = =
a— e i iy Ty
- ] ] r X
“lt ! “lt
P | e P |
with lapped with lapped with
spiral entry spiral entry spiral entry
H
1 f
oD1 | | oD —
| | i
Sal e
| |
| -

NN R 4
n D D1 H D2

M24x3,0 240 55 22 23,76
M27x 3,0 270 65 25 26,76
M30x3,5 300 65 25 29,73
M33x3,5 330 65 25 32,73
M 36 x 4,0 360 65 25 3570
M39x4,0 390 75 30 38,70

M42x4,5 420 75 30 41,68
M45x 4,5 450 90 36 44,68

M 48 x5,0 480 90 36 47,66
M52 x 5,0 520 90 36 51,66
M 56 X 5,5 560 105 36 55,65
M 60 x 5,5 60,0 105 36 59,65
M 64 x 6,0 640 120 36 63,62
M 68 x 6,0 68,0 120 36 67,62
M72x6,0 720 120 36
M76x6,0 760 120 36
M 80 x 6,0 800 120 36
M84x6,0 840 130 36
M 88 x 6,0 880 140 36

M 90 x 6,0 90,0 140 36
M92x6,0 92,0 140 36
M 96 x 6,0 9,0 140 36
M100x60 1000 150 36

G 8 12 NPT NPS RC FG RD Camera Techn.
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RRlinlense Round Di
TECNICHE DI ASSEMBLAGGIO oun Ies

n metric coarse thread / ISO DIN 13

Round Dies Round Dies
for general use for general use
undersized dimensions: 25 x 9
| TOL | TOL
F | F |
m::lt;rsial: 6 me:grsialz 150-6g
i ‘-’\J—- o, i ‘-’\J—- iy
Chamfer: right hand Chamfer: right hand
1,5 threads thread 1,5 threads thread
H H
| ] .f # 2 L — — T,
F 4
1 A 1. 3
@D1 | | @D aD1 | | 2D -
| | | |
——— T "‘ ‘;/ e — i "‘

preparatory g preparatory ;
0D2| diameter 0D2t diameter

H D2 D DI H D2
M3x05 30 20 5 289 M3x05 30 25 9 292
Maxo7 40 20 5 387 M4x0,7 40 25 9 390
M5x08 50 20 7 48 M5x0,8 50 25 9 490
M6x1,0 60 20 7 585 M6x1,0 60 25 9 588
M38x1,25 80 2 9 78 M8x1,25 80 25 9 786
M10x 1,5 10,0 3 M 9,81 M10x15 10,0 25 9 9,85
M12x1,75 12,0 38 14 11,81 M12x1,75 12,0 25 9 11,83
M14x2,0 14,0 38 14 13,87
M16x 2,0 16,0 45 18 15,87
M18x2,5 18,0 45 18 17,75
M20x25 20,0 45 18 19,75
40 . MF (ng) ovc uve uvs uner & 2 Bsw s tm WP MESORC o owope 8RB wm %‘ﬁgg[ﬁ VG Tools . fecnm



Rinlense g Die Nut
TECNICHE DI ASSEMBLAGGIO exagon Ie u s

n metric coarse thread / ISO DIN 13

Hexagon Die  Hexagon Die

Nuts Nuts
for general use  for general use
Left Hand
| TOL | TOL
4 4
matoral 150-69 matenal 150-6g
A A
Chamfer: right hand Chamfer: left hand
1,5 threads thread 1,5 threads thread

\
_7
inh

[

S
g

r
NN
i
[

@D
‘mr P ametor é

D D1 H D2

M3x05 30 19 5 292
M3,5x0,6 3,5 19 5 3,41
M4x0,7 4,0 19 5 3,90
M5x0,8 45 19 7 4,40
M6x1,0 6,0 19 7 5,88
M7x1,0 7,0 22 9 6,88
M8x1,25 8,0 22 9 7,86
M9x1,25 9,0 22 9 8,86
M10x1,5 100 27 11 985
M11x1,5 11,0 27 11 10,85
M12x1,75 12,0 36 14 11,83
M14x2,0 14,0 36 14 13,82
M16x2,0 16,0 4 18 15,82
M18x2,5 18,0 4 18 17,79
M20x25 20,0 4 18 19,79
M22x25 22,0 50 22 21,79
M24x3,0 24,0 50 22 23,76
M27x 3,0 27,0 60 25 26,76
M30x3,5 30,0 60 25 29,73
M33x3,5 33,0 60 25 32,73
M 36 x 4,0 36,0 60 25 3570
M39x4,0 39,0 70 30 38,70
M42x4,5 42,0 70 30 41,68
M45x4,5 45,0 85 36 44,68
M 48 x5,0 48,0 85 36 47,66
M52 x 5,0 52,0 85 36 51,66
M 56 x 5,5 56,0 100 36 55,65
M 60 x 5,5 60,0 100 36 59,65
M 64 x 6,0 64,0 100 36 63,62
M 68 x 6,0 68,0 115 36 67,62

. MF (ng) ovc uve uvs uner & 2 Bsw Bse TR WPE O MESOBC gy wope & R ?ﬁ:‘;gg”)‘ VG Tools rechn 41



R2inlensSEe Thread Cutting Kits with Taps, Dies and Tools

m Metric fine thread / IS0 DIN 13

BAER Hand-Tap Sets, Round Dies and Tools Sets
(example picture)

BAER Set MF 3 - MF 12
HSSG Hand Tap Sets & HSS Round Dies & Tools
BAER HSSG Hand Tap Sets (2 parts) MF3x 0,35 MF4x0,5IMF5x0,516x0,75IMF8x0,75IMF8x 1,0 MF10x 1,0 MF12x1,5

BAER HSS Round Dies MF3x0,35IMF4x05IMF5x0,516x0,75 I MF8x0,75 I MF8x1,0 MF10x 1,0 MF12x1,5
BAER adjustable Tap Wrenches - M1-1011/16-3/81G1/8 & M4-1215/32-1/21G1/8

zinc die cast

BAER Die Stocks - zinc die cast 20x5120x7125%x9130x11138x10

Screw extractor

BAER Set MF 6 - MF 20
HSSG Hand Tap Sets & HSS Round Dies & Tools

BAER HSSG Hand Tap Sets (2 parts) MF6x 0,751 MF8x 0,75 MF8x 1,0 MF10x 1,0 MF12x1,0MF12x15IMF14x 1,25 MF14x15]1
MF16x15IMF18x 1,5/ MF20x 1,5

BAER HSS Round Dies MF6x0,75 I MF8x0,75 I MF8x 1,0 [ MF10x 1,0 / MF12x1,0 | MF12x 1,5 MF14x1,25 | MF14x1,51
MF16x1,5IMF18x 1,51 MF20x 1,5

BAER adjustable Tap Wrenches - M1-1011/16-3/81G1/8 & M5-2017/32-3/41G 1/8-G 1/2

zinc die cast

BAER Die Stocks - zinc die cast 20x7125x9130x11138x10145x 14

Screw extractor

BAER Set MF 6 - MF 24
HSSG Hand Tap Sets & HSS Round Dies & Tools

BAER HSSG Hand Tap Sets (2 parts) MF6x 0,751 MF8x 0,75 MF8x 1,0 MF10x 1,0 MF12x1,0 MF12x15IMF14x 1,25 MF14x15]1
MF16x15IMF18x1,5IMF20x 1,5/ MF22x1,51MF24x1,5

BAER HSS Round Dies MF6x0,75IMF8x0,75 I MF8x 1,0 MF10x 1,0 / MF12x1,0  MF12x 1,51 MF14x1,25 I MF14x1,51|
MF16x1,5IMF18x1,5IMF20x 1,51 MF22x 1,51 MF24x1,5

BAER adjustable Tap Wrenches - M1-1011/16-3/81G1/8 & M11-2717/16-1“ |G 1/4-G 3/4

zinc die cast

BAER Die Stocks - zinc die cast 20x7125x9130x11138x10145x14155x%x 16

Screw extractor

G 8 12 NPT NPS RC FG RD Camera Techn.
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INMLENSE Thread Cutting Kits with Taps and Dies

Metric fine thread / 1SO DIN 13

BAER Short Machine Taps und Round Dies Sets MF 5 - MF 12
(example picture)

BAER Set MF 5 - MF 12 _ pre_
HSSG Short Machine Taps & Drill bits for core holes / : L v
HSS Round Dies Vi -

BAER HSSG Short Machine Tap M5x05IM6x0,75IM8x1,0lM10x1,0/M12x1,5
Form D for through hole & blind hole
(up to 4 x D)

BAER HSSG Drill bits for core holes 43mml|52mml|7,0mm!|9,0mml10,5mm

BAER HSS Round Dies M5x0,5/M6x0,75IM8x1,0 M10x1,0lM12x1,5

G 8 12 NPT NPS RC FG RD Camera Techn.
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Rinlense short Machine Taps

MMetric fine thread / 1SO DIN 13

Efficient internal thread cutting. Short Machine Taps
The short structural type makes that Form D for through holes
tap usable by machine and hand. and blind holes
§
non abrasive material Wrough NOIES et removal ~~ Form D
unto4xD (like picture) straight flutes
up to 900 N/mm? b
N/mm?#
ey unalloyed and low j TOL HRC
alloyed steel » :
. arty e
i
Worn A
otmass S
bDZ— L1
i
- &
i
2D Shank: DIN 2181 : 3
m DI D2 L1 L2 [ .r
MF 6 x 0,75 60 60 50 14 49 520
MF 8 x 0,75 80 60 50 19 49 620
MF8x1,0 80 60 56 22 49 7,00
MF 9 x 0,75 90 70 5 19 55 820
MF9x1,0 90 70 63 20 55 800
MF 10 x 0,75 100 70 63 20 55 9,20
MF10x 1,0 100 70 63 20 55 9,00
MF 10 x 1,25 100 70 70 24 55 880
MF12x1,0 120 90 70 22 70 11,00
MF 12 x 1,25 120 90 70 22 70 1080
MF12x1,5 120 90 70 22 70 1050
MF13x1,0 130 110 70 22 90 12,00
MF13x1,5 130 10 70 22 90 11,50
MF14x1,0 140 110 70 22 90 13,00
MF 14 x 1,25 14,0 11,0 70 22 9,0 12,80
MF14x1,5 140 110 70 22 90 1250
MF15x1,5 150 120 70 22 90 1350
MF16x1,5 160 120 70 22 90 1450
MF18x1,0 180 140 80 22 110 17,00
ME18x1,5 180 140 80 22 110 16,50
MF20x 1,5 200 160 80 22 120 18,50
MF 20 x 2,0 200 160 8 22 120 18,00
MF 22 x 1,5 20 180 80 22 145 20,50
MF 22 x 2,0 220 180 80 22 145 20,00
MF 24 x 1,5 240 180 90 22 145 22,50
MF 24 x 2,0 240 180 90 22 145 22,00
MF 25X 1,5 250 180 90 22 145 2350
MF26x1,5 260 180 90 22 145 2450
MF 27 x 1,5 270 200 90 22 160 2550
MF28x1,5 280 200 90 22 160 26,50
MF30x1,5 30,0 220 9 22 180 2850
MF30x2,0 30,0 220 9 22 180 28,00
MF32x1,5 320 220 9 22 180 3050
44 m . (ng) ovc uve ovs uner & 2 Bsw s tm WP MSORC o owope 8RB wm %‘ﬁggﬁ; VG Tools . fechm.



RRinlense Hand Tap Sets

m Metric fine thread / 1SO DIN 13

Hand Tap Sets Hand Tap Sets Hand Tap Sets
for general use for general use HSSE

Left Hand for higher demands
U0 2Hl 0 2 U #
tg’glli"?g r']‘&'é’ss Chip removal Form C tg’glli’gg r']‘glgss Chip removal Form C tg’glli’gg I?gllgg Chip removal Form C

upto2xD (ke picture) ~straightflutes  “ypiopxp (ke picture) ~straightflutes  “ptooxp (ke picture) - straight flutes

. . 5 bis 1000 N/
material: t0 900 N/mm? material: t0 900 N/mm? material:
HSSG ISO26H 97 1 Re HSSG ISO26H 97 1 Re HSSE S02EH fuin;
31 HRC
O oty P ELT RV P antts 3
i N = i N = i B =
.. e Y e PR e
outside outside outside
2-3 threads cooling 2-3 threads cooling 2-3 threads cooling
and lubrication and lubrication and lubrication

bDZ— L1

s Shank: DIN 2181

i
e
P
 —

D102L1L2Dl

MF25x035 25 28 40 9 21 215
MF26x035 26 28 40 9 21 225
MF 3 x 0,35 30 35 40 9 2,7 265
MF35x035 35 40 45 10 30 3,15
MF 4 x 0,35 40 45 45 10 34 365
MF 4x 0,5 40 45 45 10 34 350
MF45x05 45 60 50 12 49 4,00
MF5x 0,5 50 60 50 12 49 450
MF 5 x 0,75 50 60 50 12 49 425
MF55x05 55 60 50 12 49 5,00
MF 6 x 0,5 60 60 50 14 49 550
MF 6 x 0,75 60 60 50 14 49 520
MF 7 x 05 70 60 50 14 49 6,50
MF 7 x 0,75 70 60 50 14 49 620
MF 8 x 0,5 80 60 50 19 49 750
MF 8 x 0,75 80 60 50 19 49 720
MF8x1 80 60 56 22 49 7,00
MF9x 0,5 90 70 5 19 55 850
MF 9 x 0,75 90 70 5 19 55 825
MF9x1 90 70 63 20 55 800
MF10x05 100 70 63 20 55 950
MF10x0,75 100 70 63 20 55 920
MF10x1,0 100 70 63 20 55 9,00
MF10x1,25 100 70 70 24 55 880
MF11x075 110 80 63 20 62 10,20
MF11x10 110 80 63 20 62 10,00
MF11x125 110 80 63 22 62 1080
MF12x05 120 90 70 22 70 11,50
MF12x0,75 120 90 70 22 70 10,20
MF12x1,0 120 90 70 22 70 11,00
MF12x1,25 120 90 70 22 70 10,80
MF12x15 120 90 70 22 7,0 10,50
MF13x05 130 110 70 22 90 12,50
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RRinlense Hand Tap Sets

m Metric fine thread / IS0 DIN 13

Efficient internal thread cutting. Hand Tap Sets Hand Tap Sets Hand Tap Sets
The short structural type makes that for general use for general use HSSF:
tap usable by machine and hand. Left Hand for higher demands
: . 1 ! I ; P
A Hand-Tap-Set e W // a5 - // it = //

through holes i through holes i through hbles i
& blind holes Chip removal Form C & blind holes Chip removal Form C & blind holes Chip removal Form C

IncIUdes 2 taps' upto2xD (like picture) straight flutes upto2xD (like picture)  straight flutes upto 2D (like picture)  straight flutes

G Taper Tap TOL TOL
{ Finish Ta
p material: 1S02/6H t0 900 N/mm? material: 1S02/6H t0 900 N/mm? material: 1S02/6H 19 1009 Y
HSSG 27,1 HRC HSSG 27,1 HRC HSSE 3TITRC
O
fa. fa. A
_ . ety T ety W e T
N g % g % K %
AN _ PP =, _ PP, _ P,
outside outside outside
2-3 threads cooling 2-3 threads cooling 2-3 threads cooling
and lubrication and lubrication and lubrication

@D2 L1

[ L E
o0 Shank: DIN 2181
shd =

MszuLle

MF13x075 130 110 70 22 90 12,20
MF13x1,0 130 11,0 70 22 90 1200
MF13x15 130 110 70 22 90 11,50
MF14x05 140 11,0 70 22 90 1350
MF14x075 140 11,0 70 22 90 1320
MF14x1,0 140 11,0 70 22 90 1300
MF14x125 140 110 70 22 90 1280
MF14x15 140 11,0 70 22 90 1250
MF15x075 150 120 70 22 90 1420
MF15x1,0 150 120 70 22 90 1400
MF15x15 150 120 70 22 90 1350
MF16x05 160 120 70 22 90 1550
MF16x075 160 120 70 22 90 1520
MF16x1,0 160 120 70 22 90 1500
MF16x125 160 120 70 22 90 14,80
MF16x15 160 120 70 22 90 1450
MF17 x 1 170 120 70 22 90 1600
MF17x15 170 120 70 22 90 1550
MF18x05 180 140 80 22 11,0 17,50
MF18x075 180 140 80 22 110 17,20
MF18x1,0 180 140 80 22 110 17,00
MF18x125 180 140 80 22 110 1680
MF18x15 180 140 8 22 110 16,50
MF18x20 180 140 80 22 11,0 16,00
MF19x 1 190 160 80 22 120 18,00
MF19x15 190 140 80 22 11,0 17,50
MF20x05 200 160 80 22 120 19,50
MF20x075 200 160 80 22 120 19,20
MF20x1,0 200 160 80 22 120 19,00
MF20x1,25 200 160 80 22 120 1880
MF20x15 200 160 80 22 120 1850
MF20x20 200 160 8 22 120 18,00
MF 21 x 1 210 160 80 22 120 20,00

p— ey
p—
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RRinlense Hand Tap Sets

m Metric fine thread / 1SO DIN 13

Efficient internal thread cutting. Hand Tap Sets Hand Tap Sets Hand Tap Sets
The short structural type makes that for general use for general use HSSE_
tap usable by machine and hand. Left Hand for higher demands
T i .___./ :: -:__.-/ . :: -:__.-/
A Hand-Tap-Set L] [ le ﬂ L] [ ,iz.!. /%} L] [ ,izl ﬁ

tgrgllilr?gmfss Chip removal  Form C 12!'&?[%1 ri::)lllgss Chipremoval  Form C tgrgﬁr?g rl:glléass Chipremoval  Form G
upto2xD (ikepicture) straightfites  “yptooxp (ke picture) straightfites  “yptgpyp  (ike picture) straight flutes

includes 2 taps:

{Cb Taper Tap
&> Finish Tap
. q q bis 1000 N/
material: t0 900 N/mm? material: to 900 N/mm? material:
HSSG IS02/6H 57 1 HRC HSSG IS02/6H 57 1 HRC HSSE [P g
31 HRC
O
fa. fa. fa.
J LYY . A ) LYY )
y H R = H R = R =
_ Y- _ Y- _ Y-
outside outside outside
2-3 threads cooling 2-3 threads cooling 2-3 threads cooling
and lubrication and lubrication and lubrication

2D2 L1

Shank: DIN 2181

MD1D2L1L2|:|!

MF21x1,5 210 160 80 22 120 19,50
MF 22 x 0,5 220 180 80 22 145 21,50
MF22x0,75 220 180 80 22 145 21,20
MF22x1,0 220 180 80 22 145 21,00
MF22x1,25 220 180 80 22 145 20,80
MF22x1,5 220 180 80 22 145 20,50
MF 22 x 2,0 220 180 80 22 145 20,00
MF23x1 230 180 80 22 145 22,00
MF23x1,5 230 180 80 22 145 21,50
MF 24 x 0,5 240 180 90 22 145 2350
MF24x075 240 180 90 22 145 2320
MF24x1,0 240 180 90 22 145 23,00
MF24x1,25 240 180 90 22 145 2380
MF24x1,5 240 180 90 22 145 2250
MF 24 x 2,0 240 180 90 22 145 22,00
MF25x1,0 250 180 90 22 145 24,00
MF25x1,5 250 180 90 22 145 23,50
MF 26 x 1,0 260 180 90 22 145 25,00
MF 26 x 1,5 260 180 90 22 145 2450
MF 26 x 2,0 260 180 90 22 145 24,00
MF 27 x 1 270 200 90 22 16,0 26,00
MF 27 x1,5 270 200 9 22 160 25,50
MF 27 x 2,0 270 200 90 22 16,0 25,00
MF28x1,0 280 200 9 22 16,0 27,00
MF28x1,5 280 200 90 22 160 26,50
MF 28 x 2,0 280 200 90 22 16,0 26,00
MF29x 1,5 290 220 90 22 18,0 27,50
MF30x1,0 300 220 90 22 18,0 29,00
MF30x 1,5 300 220 90 22 18,0 28,50
MF 30 x 2,0 300 220 90 22 18,0 28,00
MF 30 x 2,5 300 220 125 56 18,0 27,50
MF 30 x 3,0 30,0 220 125 56 18,0 27,00
MF32x1 320 220 9 22 18,0 31,00

P e
—“-

s [

LML o
-
. =
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RRinlense Hand Tap Sets

m Metric fine thread / IS0 DIN 13

Efficient internal thread cutting. Hand Tap Sets Hand Tap Sets Hand Tap Sets
The short structural type makes that for general use for general use HSSF:
tap usable by machine and hand. Left Hand for higher demands
: . 1 ! I ; P
A Hand-Tap-Set e W // a5 - // it = //

through holes i through holes i through hbles i
& blind holes Chip removal Form C & blind holes Chip removal Form C & blind holes Chip removal Form C

IncIUdes 2 taps' upto2xD (like picture) straight flutes upto2xD (like picture)  straight flutes upto 2D (like picture)  straight flutes

G Taper Tap TOL TOL
{} Finish Tap T
material: t0 900 N/mm? material: t0 900 N/mm? material: L)
HSSG IS02/6H 97 1 HRC HSSG IS02/6H 97 1 HRC HSSE i [
31 HRC
m]
_ ‘ . R EYYR - TR - RV -y
N I . — I . — 5 €
9 . NP i . NP i . . e
outside outside outside
2-3 threads cooling 2-3 threads cooling 2-3 threads cooling
and lubrication and lubrication and lubrication
—
Py -
202 L1 =

p— ey
p—

- 4 3
“op  Shank:DIN 2181 :
shd =

D102L1L2IZIl

MF32x1,5 320 220 90 22 180 30,50
MF 32 x 2,0 320 220 90 22 180 30,00
MF 32x 3,0 320 220 125 56 18,0 29,00
MF33x15 330 250 100 25 20,0 31,50
MF 33 x 2,0 330 250 100 25 20,0 31,00
MF 33 x 3,0 330 250 125 56 20,0 30,00
MF 34 x1 340 280 100 25 220 33,00
MF34x15 340 280 100 25 220 3250
MF 34 x 2,0 340 280 125 40 220 32,00
MF35x1 350 280 100 25 22,0 34,00
MF35x1,5 350 280 100 25 220 33,50
MF 35 x 2 350 280 125 40 22,0 33,00
MF 36 x 1 36,0 280 100 25 22,0 35,00
MF36x1,5 36,0 280 100 25 220 34,50
MF 36 x 2,0 36,0 280 125 40 22,0 34,00
MF 36 x 3,0 36,0 280 125 40 22,0 33,00
MF37x15 370 280 100 25 22,0 3550
MF 38 x1 380 280 100 25 22,0 37,00
MF38x1,5 380 280 100 25 220 36,50
MF 38 x 2 380 280 125 40 22,0 36,00
MF 38 x 3 380 280 125 40 22,0 35,00
MF39x1,5 390 320 110 25 24,0 37,50
MF39x2,0 39,0 320 125 40 24,0 37,00
MF39x 3,0 39,0 320 125 40 24,0 36,00
MF40x1 40,0 320 110 25 240 39,00
MF40x1,5 400 320 110 25 24,0 38,50
MF 40 x 2,0 40,0 320 125 40 24,0 38,00
MF 40 x 3,0 40,0 320 125 40 24,0 37,00
MF 42 x 1 420 320 110 25 240 41,00
MF42x1,5 420 320 110 25 24,0 40,50
MF 42 x 2,0 420 320 125 40 24,0 40,00
MF 42 x 3,0 420 320 125 40 24,0 39,00
MF44x1,5 44,0 360 110 25 29,0 4250
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RRinlense Hand Tap Sets

m Metric fine thread / 1SO DIN 13

Efficient internal thread cutting. Hand Tap Sets Hand Tap Sets Hand Tap Sets
The short structural type makes that for general use for general use HSSE_
tap usable by machine and hand. Left Hand for higher demands

tgrgllilr?gmfss Chip removal  Form C 12!'&?[%1 ri::)lllgss Chipremoval  Form C tgrgﬁr?g rl:glléass Chipremoval  Form G
upto2xD (ikepicture) straightfites  “yptooxp (ke picture) straightfites  “yptgpyp  (ike picture) straight flutes

A Hand-Tap-Set
includes 2 taps:

{Cb Taper Tap TOL
FInISh Tap material: 1S02/6H t0 900 N/mm? material: 1S02/6H to 900 N/mm? material: 1S02/6H Uis 100? Y
HSSG 27,1 HRC HSSG 27,1 HRC HSSE sTrTRc

‘ m]

XA

o2

L1

-..-\-.'.'. L4 ,,-':_h-} -..-\-.'.'. L4 ,,-':_h-} -..-\-.'.'. L4 ,-':_h-}
_ W o _ N e _ W e

2-3 threads

outside
cooling
and lubrication

outside
2-3 threads cooling
and lubrication

outside
2-3 threads cooling
and lubrication

s Shank: DIN 2181

gy
[LLLTTTLTTT T R

i
P e
—“-—
P e

D1 D2 L1

MF44x 2 440 360 125 40 29,0 42,00
MF45x 1 450 360 110 25 29,0 44,00
MF45x1,5 450 360 110 25 29,0 4350
MF 45 x 2,0 450 36,0 125 40 29,0 43,00
MF 45 x 3,0 450 360 125 40 29,0 42,00
MF 46 x 1,5 46,0 360 140 40 29,0 4550
MF 48 x 1 48,0 360 140 40 29,0 47,00
MF 48 x 1,5 480 360 140 40 29,0 46,50
MF 48 x 2,0 480 360 140 40 29,0 46,00
MF 48 x 3,0 480 360 140 40 29,0 45,00
MF 50 x 1,5 50,0 360 140 40 29,0 4850
MF 50 x 2,0 50,0 360 140 40 29,0 48,00
MF 50 x 3,0 50,0 360 140 40 29,0 47,00
MF52x1,5 520 40,0 140 40 32,0 50,50
MF 52 x 2,0 52,0 40,0 140 40 32,0 50,00
MF 52 x 3,0 52,0 40,0 140 40 32,0 49,00
MF 54 x 1 54,0 40,0 140 32 32,0 53,00
MF54x1,5 54,0 400 140 32 320 5250
MF 54 x 2,0 540 400 140 36 320 52,00
MF 54 x 3,0 540 400 140 40 320 51,00
MF 54 x 4,0 54,0 400 180 50 32,0 50,00
MF 55 x 1,5 550 40,0 140 32 32,0 5350
MF 55 x 2,0 550 400 140 36 32,0 53,00
MF 55 x 3,0 550 40,0 140 40 32,0 52,00
MF 55 x 4,0 550 40,0 180 50 32,0 51,00
MF 56 x 1 56,0 40,0 140 32 32,0 55,00
MF 56 x 1,5 56,0 400 140 32 320 5450
MF 56 x 2,0 56,0 400 140 36 320 54,00
MF 56 x 3,0 56,0 40,0 140 40 32,0 53,00
MF 56 x 4,0 56,0 400 180 50 32,0 52,00
MF 58 x 1 58,0 450 160 32 350 57,00
MF58x 1,5 58,0 450 160 32 350 56,50
MF 58 x 2,0 58,0 450 160 36 350 56,00
MF 58 x 3,0 58 45 160 40 35 55
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.| TECNICHE DI ASSEMBLAGGIO

m Metric fine thread / IS0 DIN 13

Efficient internal thread cutting.

The short structural type makes that
tap usable by machine and hand.

A Hand-Tap-Set

includes 2 taps:

{Gb Taper Tap
{G% Finish Tap

‘ m]

.

‘GDZ’ L1

—

“op"  Shank:DIN 2181

m DI D2 L1 L2 [ T
MF 58 x 4,0 58 45 200 55 35 54
MF 60 x 1,5 60 45 160 34 35 58,5
MF 60 x 2,0 60 45 160 36 35 58
MF 60 x 3,0 60 45 160 40 35 57
MF 60 x 4,0 60 45 200 55 35 56
MF 62 x 1,5 62 50 160 34 39 60,5
MF 62 x 2,0 62 50 160 36 39 60
MF 62 x 3,0 62 50 180 45 39 59
MF 62 x 4,0 62 50 220 55 39 58
MF 63 x 1,5 63 50 160 32 39 615
MF 64 x 1,5 64 50 160 34 39 62,5
MF 64 x 2,0 64 50 160 36 39 62
MF 64 x 3,0 64 50 180 45 39 61
MF 64 x 4,0 64 50 220 60 39 60
MF 65 x 1,5 65 50 160 34 39 63,5
MF 65 x 2,0 65 50 160 36 39 63
MF 65 x 3,0 65 50 180 45 39 62
MF 65 x 4,0 65 50 220 60 39 61
MF 68 x 1,5 68 50 160 36 39 66,5
MF 68 x 2,0 68 50 160 40 39 66
MF 68 x 3,0 68 50 180 50 39 65
MF 68 x 4,0 68 50 220 60 39 64
MF70x1,5 70 50 160 36 39 68,5
MF 70 x 2,0 70 50 160 40 39 68
MF 70 x 3,0 70 50 200 50 39 67
MF 70 x 4,0 70 50 240 60 39 66
MF72x1,5 72 50 160 36 39 70,5
MF 72 x 2,0 72 50 160 40 39 70
MF 72 x 3,0 72 50 200 50 39 69
MF72x 4,0 72 50 240 60 39 68
MF74x1,5 74 50 160 36 39 72,5
MF74x2,0 74 50 160 40 39 72
MF 74 x 3,0 74 50 200 50 39 7
MF 74 x 4,0 74 50 240 60 39 70
50 ™ . (ng) UNC UNFUNS UNEF (B 2

€ Hand Tap Sets

Hand Tap Sets
for general use

through holes Chip removal

& blind holes
upto2xD

TOL

material:
HSSG

ey

2-3 threads

t0 900 N/mm?

1S02/6H 27.1 HRC

outside
cooling

and lubrication

BSW BSF

TR

NPT
NPTF

Form C
(like picture) straight flutes

NPS
NPSM

Hand Tap Sets Hand Tap Sets
for general use HSSE
Left Hand for higher demands

?

through holes Chip removal Form C through holes Chip removal Form C
& blind holes A & blind holes .
upto2xD (like picture)  straight flutes upto 2D (like picture)  straight flutes
. q bis 1000 N/
material: t0 900 N/mm? material:
1S02/6H 1S02/6H mm?
HSSG 27,1 HRC HSSE 31 HRG
oty " R YR "
H R = N N e
_ Y- _ Y-
outside outside
2-3 threads cooling 2-3 threads cooling
and lubrication and lubrication
—
| =
=

\ﬁ

% ~ :I: L E

RC
RP

FG  RD
BSC

Camera Techn.

R W RMs MINI - ripog) VG OO ytormation
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Rinlense

TECNICHE DI ASSEMBLAGGIO

Hand Tap Sets

m Metric fine thread / 1SO DIN 13

Efficient internal thread cutting. Hand Tap Sets Hand Tap Sets Hand Tap Sets
The short structural type makes that for general use for general use HSSE_
tap usable by machine and hand. Left Hand for higher demands

A Hand-Tap-Set
includes 2 taps:

my 2

through holes Chip removal

oy 2

through holes  cpjp removal

oy 2

through holes  hip removal Form C

Form C

Form C

&ug“t%dzhf ISS (like picture) straight flutes &ug"t%dzhf ISS (like picture) straight flutes &ught%dzh)? ISS (like picture) straight flutes
G Taper Tap
TOL
&> Finish Tap
materel sz 2932 e materal jsopen 2301 e materal - sopre b o
31 HRC
e sy B s B fa.
. NP i . NP e . NP
o outside o outside o outside
2-3 threads cooling 2-3 threads cooling 2-3 threads cooling
and lubrication and lubrication and lubrication
D2 L1 __E__ __E" __E__
“op " Shank: DIN 2181 g-' i g-' gj i
m D1 02 1 2 [ 1)

MF75x1,5 75 50 160 36 39 73,5

MF 75 x 2,0 75 50 160 40 39 73

MF 75 x 3,0 75 50 200 50 39 72

MF 75 x 4,0 75 50 240 60 39 71

MF76x 1,5 76 50 160 36 39 74,5

MF 76 x 2,0 76 50 160 40 39 74

MF 76 x 3,0 76 50 220 50 39 73

MF 76 x 4,0 76 50 260 60 39 72

MF78x1,5 78 50 160 36 39 765

MF 78 x 2,0 78 50 160 40 39 76

MF 78 x 3,0 78 50 220 55 39 75

MF 78 x 4,0 78 50 260 65 39 74

MF80x1,5 80 50 160 36 39 78,5

MF 80 x 2,0 80 50 160 40 39 78

MF 80 x 3,0 80 50 220 55 39 7

MF 80 x 4,0 80 50 260 65 39 76

MF82x1,5 82 50 160 36 39 80,5

MF 82 x 2,0 82 50 160 40 39 80

MF 82 x 3,0 82 50 220 55 39 79

MF 82 x 4,0 82 50 260 65 39 78

MF84x15 84 50 160 36 39 82,5

MF 84 x 2,0 84 50 160 40 39 82

MF 84 x 3,0 84 50 220 55 39 81

MF 84 x 4,0 84 50 260 65 39 80

MF 85x 1,5 8 50 160 36 39 835

MF 85 x 2,0 85 50 160 40 39 83

MF 85 x 3,0 85 50 220 55 39 82

MF 85 x 4,0 85 50 260 65 39 81

MF 86 x 1,5 86 50 160 36 39 84,5

MF 86 x 2,0 86 50 160 40 39 84

MF 86 x 3,0 86 50 220 55 39 83

MF 86 x 4,0 86 50 260 65 39 82

MF 88 x 1,5 88 50 160 38 39 86,5

MF 88 x 2,0 8 50 160 40 39 86
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.|TECNICHE DI ASSEMBLAGGIO Hand Iap sets

m Metric fine thread / IS0 DIN 13

Efficient interal thread cutting. Hand Tap Sets Hand Tap Sets Hand Tap Sets
The short structural type makes that for general use for general use HSSE
tap usable by machine and hand. Left Hand for higher demands
{ | i A3 | il £
H H .| H .| f
A Hand-Tap-Set = /%} o & ﬂ ==, & A v

through holes through holes through holes
&blind hols  OiP removal - Form C & blind holes  Cip removal - Form C fhrough holes Chip removal  Form C

includes 2 taps: i i
upto2xD (like picture) straight flutes upto2xD (like picture)  straight flutes upto 2D (like picture)  straight flutes

G Taper Tap TOL TOL
& Finish Tap
L 5 q bis 1000 N/
material: t0 900 N/mm? material: t0 900 N/mm? material:
HSSG IS02/6H 57 1 HRC HSSG IS02/6H 57 1 HRC HSSE i [
31 HRC
‘D
fa. fa. A
_ . ety T ansns _arsny
N I . — I . — 5 €
als . NP i . NP i . . e
outside outside outside
2-3 threads cooling 2-3 threads cooling 2-3 threads cooling
and lubrication and lubrication and lubrication
Lo — — —
oozl U = = =
1 ‘ 1 1
i - § A 1
"o~ Shank:DIN 2181 : | : 5
= SR = = VW hd Ll

MszuLle

MF88x30 8 50 220 55 33 85
MF88x40 8 50 260 65 39 84
MF90x15 9 50 160 38 39 885
MFo0x20 9 50 160 40 39 88
MF90x30 9 50 220 55 39 87
MF90x40 9 50 260 65 39 86
MF92x15 92 56 180 40 44 905
MF92x20 92 56 180 45 44 90
MF92x30 92 56 240 60 44 89
MF92x40 92 56 280 70 44 88
MF95x15 95 56 180 40 44 935
MF95x20 95 56 180 45 44 93
MF95x30 95 56 240 60 44 92
MFo5x40 95 56 280 70 44 91
MF96x15 96 56 180 40 44 945
MF96x20 9 56 180 45 44 94
MF96x30 96 56 240 60 44 93
MF96x40 9 56 280 70 44 92
MF98x15 98 56 180 40 44 965
MF98x20 98 56 180 45 44 96
MFo8x30 98 56 240 60 44 95
MFO8x40 98 56 280 70 44 94
MF100x1,5 100 56 180 45 44 985
MF100x20 100 56 180 50 44 98
MF100x30 100 56 240 65 44 97
MF100x40 100 56 280 75 44 96
MF105x15 105 56 180 45 44 1035
MF105x20 105 56 180 50 44 103
MF105x30 105 56 240 65 44 102
MF105x40 105 56 280 75 44 101
ME110x15 110 56 180 45 44 1085
MF110x20 110 56 180 50 44 108
MF110x30 110 56 240 65 44 107
MF110x40 110 56 280 75 44 106
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52 M .(BSP) UNG UNF UNS UNEF vy BSW BSF TR NPTE NPSM  Rp BA W PG pon pyg MINI (Tripod) VG Tools | coiation



iimlense Machine Taps - Form B for through holes

MMetric fine thread / ISO DIN 13

© Tap for machine use Machine Tap Machine Tap
in through hole. for general use for general use
© The spiral point Left-hand thread

Hie WY 2
1 § ] o, 1 § -] o,

ahead. L | i
through holes Chip removal ~ Form B with through holes Chip removal  Form B with
upto4xD (like picture)  spiral point upto4xD (like picture)  spiral point
HRC HRC
4 4
material: t0 900 N /mm? material: t0 900 N /mm?
HSSE IS02/6H = o 1 HRG HSSE IS02/6H 57 1 HRe
[m]
- -
) . - . -
[ __ e C\ __ e />
outside outside
4-5 threads cooling 4-5 threads cooling
and lubrication and lubrication
02 | g 3 = ﬂ
t g i g
L2
] i
@D Shank: DIN 374 i
[Iﬂ:li’ D1 D2 L L [ v
MF 3 x 0,35 30 22 56 9 - 2,65
MF 4 x 0,35 4,0 2,8 63 10 2,1 3,65
MF 4 x 0,5 4,0 2,8 63 10 2,1 3,50
MF 5 x 0,5 5,0 3,5 70 12 2,7 4,50
MF 5 x 0,75 50 3,5 70 12 2,7 4,25
MF 6 x 0,5 6,0 45 80 14 34 5,50
MF 6 x 0,75 6,0 45 80 14 34 5,20
MF 7 x 0,75 7,0 55 80 14 43 6,20
MF 8 x 0,5 8,0 6,0 80 19 49 7,50
MF 8 x 0,75 8,0 6,0 80 19 49 7,20
MF8x1,0 8,0 6,0 90 22 49 7,00
MF 9 x 0,75 9,0 7,0 80 19 55 8,25
MF9x1,0 9,0 7,0 90 22 5,5 8,00
MF 10 x 0,75 10,0 7,0 90 20 55 9,20
MF10x1,0 10,0 7,0 90 20 55 9,00
MF 10 x 1,25 10,0 7,0 100 24 55 8,80
MF11x1,0 11,0 8,0 90 20 6,2 10,00

MF 11 x 1,25 11,0 80 90 22 62 10,80
MF 12x 0,75 120 9,0 100 22 70 10,20

MF12x1,0 120 9,0 100 22 70 11,00
MF12x 1,25 120 90 100 22 70 10,80
MF12x1,5 120 9,0 100 22 70 10,50
MF13x1,0 130 11,0 100 22 9,0 12,00
MF13x1,5 130 11,0 100 22 90 11,50
MF 14 x 0,75 140 11,0 100 22 90 1320
MF14x1,0 140 11,0 100 22 90 13,00
MF 14 x 1,25 140 11,0 100 22 90 12,80
MF14x1,5 140 11,0 100 22 90 12,50
MF15x1,0 150 12,0 100 22 90 14,00
MF15x1,5 150 12,0 100 22 90 13,50
MF16x1,0 16,0 12,0 100 22 90 15,00
MF 16 x 1,25 16,0 12,0 100 22 90 14,80
MF16x 1,5 16,0 12,0 100 22 90 14,50
MF18x1,0 18,0 140 110 25 11,0 17,00

MF 18 x 1,25 180 140 110 25 11,0 16,80

Bsc RMS MN' ripod) V€ TOOS jniormation
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i2imlense Machine Taps - Form B for through holes

MMetric fine thread / 1SO DIN 13

© Tap for machine use Machine Tap Machine Tap
in through hole. for general use for general use
© The spiral point Left-hand thread

B2 MU 2
1 § ] o, 1 § -] o,

ahead. | i | i
through holes  Chip removal  Form B with through holes  Chip removal  Form B with
upto4xD (ke picture)  spiral point upto4xD (ke picture)  spiral point
4 HRC | HRC
maertel  isoueH  © gg‘i "t maetel  isouen  © ggﬂ "t
H T T T r % oy r -%
AT - - r
/ ' SR £ x'/ C\ _ e xj />
outside o outside
4-5 threads cooling 4-5 threads cooling
and lubrication and lubrication
o] z B g
D2 g g i E ﬂ
L2
| F
@D ” Shank: DIN 374 3
[Iﬂ:li’ DI D2 L1 2 U Ll
MF18x1,5 180 140 110 25 11,0 16,50
MF 18 x 2,0 180 140 125 34 11,0 16,00
MF20x1,0 20,0 16,0 125 25 12,0 19,00
MF 20 x 1,25 200 160 125 25 12,0 18,80
MF20x1,5 200 160 125 25 12,0 18,50
MF 20 x 2,0 200 160 140 34 12,0 18,00
MF21x1,5 21,0 16,0 125 25 12,0 19,50
MF22x1,0 220 180 125 25 14,5 21,00
MF 22 x 1,25 220 180 125 25 14,5 20,80
MF22x1,5 220 180 125 25 14,5 20,50
MF 22 x 2,0 22,0 180 140 34 14,5 20,00
MF23x1,5 230 180 125 25 145 21,50
MF24x1,0 240 18,0 140 28 14,5 23,00
MF 24 x 1,25 240 18,0 140 28 145 23,80
MF24x1,5 240 180 140 28 145 22,50
MF24x2,0 240 18,0 140 28 145 22,00
MF25x 1,0 250 18,0 140 28 145 24,00
MF25x 1,5 250 18,0 140 28 145 2350
MF 26 x 1,0 26,0 18,0 140 28 14,5 25,00
MF 26 x 1,5 26,0 18,0 140 28 145 24,50
MF 26 x 2,0 26,0 180 140 28 14,5 24,00
MF27x1,0 27,0 20,0 140 28 16,0 26,00
MF 27 x1,5 27,0 20,0 140 28 16,0 25,50
MF 27 x 2,0 27,0 20,0 140 28 16,0 25,00
MF28x1,0 28,0 20,0 140 28 16,0 27,00
MF28x1,5 28,0 20,0 140 28 16,0 26,50
MF 28 x 2,0 28,0 20,0 140 28 16,0 26,00
MF29x15 290 22,0 150 28 18,0 27,50
MF30x1,0 30,0 22,0 150 28 18,0 29,00
MF30x1,5 30,0 220 150 28 18,0 28,50
MF 30 x 2,0 30,0 22,0 150 28 18,0 28,00
MF 30 x 2,5 30,0 220 180 45 18,0 27,50
MF 30 x 3,0 300 220 180 45 18,0 27,00
MF32x15 320 220 150 28 18,0 30,50
MF 32x 2,0 320 220 150 28 18,0 30,00
54 wm . (ng) ovc uve ovs uner & 2 Bsw s tm WP MSORC o owope 8RB wm (CT‘}?;gg‘; VG Tools . fechm.



iimlense Machine Taps - Form B for through holes

MMetric fine thread / ISO DIN 13

© Tap for machine use Machine Tap Machine Tap
in through hole. for general use for general use
© The spiral point Left-hand thread

B2 MU 2
1 § ] o, 1 § -] o,

ahead. L | i
through holes  Chip removal ~ Form B with through holes  Chip removal  Form B with
upto4xD (ke picture)  spiral point upto4xD (ke picture)  spiral point
Nimm? Nimm?
TOL TOL
F | F |
maertel  isoueH  © gg‘i "t maetel  isouen  © 3901 "t
H T T T r % oy r %
- - b ;
; ' __ Ve x'/ C\ __ e xj />
outside outside
4-5 threads cooling 4-5 threads cooling
and lubrication and lubrication
= z B g
oD2 g g i S ﬂ
L2
| F
@D ” Shank: DIN 374 3
[Iﬂ:li’ D1 D2 L L [ Ll
MF 32x 3,0 320 220 180 50 18,0 29,00
MF33x1,5 330 250 160 30 20,0 31,50
MF 33 x 2,0 330 250 160 30 20,0 31,00
MF33x 3,0 330 250 180 50 20,0 30,00
MF34x1,5 340 280 170 30 22,0 32,50
MF 34 x 2,0 340 280 170 30 22,0 32,00
MF35x1,5 350 280 170 30 22,0 33,50
MF 36 x 1,5 360 280 170 30 22,0 34,50
MF 36 x 2,0 36,0 280 170 30 22,0 34,00
MF 36 x 3,0 36,0 28,0 200 56 22,0 33,00
MF38x15 380 280 170 30 22,0 36,50
MF39x1,5 390 320 170 30 240 37,50
MF 39 x 2,0 390 320 170 30 24,0 37,00
MF 39 x 3,0 390 320 200 60 24,0 36,00
MF40x 15 40,0 320 170 30 24,0 38,50
MF 40 x 2,0 40,0 32,0 170 30 24,0 38,00
MF 40 x 3,0 40,0 32,0 200 60 24,0 37,00
MF42x1,5 420 320 170 30 24,0 40,50
MF 42 x 2,0 420 320 170 30 24,0 40,00
MF 42x 3,0 420 320 200 60 240 39,00
MF45x1,5 450 360 180 32 29,0 43,50
MF 45 x 2,0 450 36,0 180 32 29,0 43,00
MF 45 x 3,0 450 36,0 200 50 29,0 42,00
MF48x1,5 480 360 190 32 29,0 46,50
MF 48 x 2,0 480 36,0 190 32 29,0 46,00
MF 48 x 3,0 480 360 225 50 29,0 45,00
MF50x1,5 50,0 36,0 190 32 29,0 48,50
MF 50 x 2,0 50,0 36,0 190 32 29,0 48,00
MF 50 x 3,0 50,0 36,0 225 50 29,0 47,00
MF52x1,5 520 40,0 190 32 32,0 50,50
MF 52 x 2,0 52,0 40,0 190 32 32,0 50,00
MF 52 x 3,0 520 40,0 225 50 32,0 49,00
MF63x1,5 630 500 275 50 39,0 61,50
M . (ng) uvc unE uns uner B8 02 Bsw Bse TR WP MESOBC g wope 8RB (Cﬁmgg‘; VG Toos rechm 55



k2inlense Machine Taps - Form B for through holes

m Metric fine thread / IS0 DIN 13

() Tap for machine use Machine Tap Machine Tap Machine Tap
in through hole. for high-alloyed steels for stainless steels
© The spiral point = ) = ) SR )
pushes the chips | I}L_.' /’? | I}L_.' /ﬁ‘ | I}L_.' /’?
BN K S L - SR L - SR
ahead' through holes  Chip removal ~ Form B with through holes  Chip removal ~ Form B with through holes  Chip removal ~ Form B with
upto25xD  (like picture)  spiral point upto2,5xD  (like picture)  spiral point upto3xD  (like picture)  spiral point
TOL E : TOL Nimm?* TOL Nimm?
_ HRC HRC
material: ioyS00 L m;terial: DL material: to 900 N/mm?
1S02/6H N/mm? = 1S02/6H N/mm? 1S02/6H
HSSETIN #1 HRC HSSE TiAIN 41 HRC HSSETIN 27,1 HRC
LTV PR oty
__ W e, __ Y W, .Y e,
outside outside outside
4-5 threads cooling 4-5 threads cooling 4-5 threads cooling
O and lubrication and lubrication and lubrication
I
2 2 =]
= - = = -
w w w
Lo S 4 = 4 s 4
@02 g i I i
)
L2
o0 Shank: DIN 374 : I

MszuLle

MF 6 x 0,75 60 45 80 14 34 520
MF8x1,0 80 60 9 22 49 7,00
MF10x1,0 100 70 9 20 55 9,00
MF10x1,25 100 70 100 24 55 8,80
MF12x1,0 120 90 100 22 70 11,00
MF12x1,25 120 90 100 22 7,0 10,80
MF12x1,5 120 90 100 22 7,0 10,50
MF14x1,25 140 110 100 22 90 1280
MF14x1,5 140 11,0 100 22 90 1250
MF16x1,5 16,0 12,0 100 22 90 1450
MF18x15 180 140 110 25 11,0 16,50
MF20x1,5 200 16,0 125 25 12,0 18,50

G 8 12 NPT NPS RC FG RD Camera Techn.
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24

IMlensSEe Machine Taps - Form B for through holes

Metric fine thread / 1SO DIN 13

© Tap for machine use Machine Tap Machine Tap Machine Tap
in through hole. with longer tool for general use
The spiral point life time oversized (diameter)
. HTE , TTE (i & WPE (i 5
pushes the chips | (] | [] | [y
oo R A RWA N

through holes  Chip removal  Form B with through holes  Chip removal  Form B with through holes  Chip removal  Form B with
upto2,5xD (ke picture)  spiral point upto2,5xD (ke picture)  spiral point upto3xD (ke picture)  spiral point

—

TOL Nimm?
HRC
material: 10 1200 ) )
HSSE-PM 1S02/6H N/mm? material: 1S02/6H to 900 N/mm? material: 1S02/6H to 900 N/mm?
TIAIN 38 HRC HSSETIN 27,1 HRC HSSE 27,1 HRC
anes . rne W . _anes .
. B a—— . N - . -y
_ W o _ Yy A __ W o,
outside outside outside
4-5 threads cooling 4-5 threads cooling 4-5 threads cooling
g and lubrication and lubrication and lubrication
T
2 =] =]
= = = = =
(R~ 3 3 g 4 g 4
il ! i .
1}
L2
(I
2D Shank: DIN 374 t
D1 D2 L1 L2 [ N
MF 6 x 0,75 60 45 80 14 34 520
MF8x1,0 80 60 90 22 49 7,00
MF10x1,0 10,0 70 90 20 55 9,00
MF10x1,25 100 70 100 24 55 880
MF12x1,0 120 90 100 22 7,0 11,00
MF12x1,25 120 90 100 22 7,0 10,80
MF12x15 120 90 100 22 70 1050
MF14x1,25 140 11,0 100 22 90 1280
MF14x1,5 140 11,0 100 22 9,0 12,50
MF16x1,5 16,0 12,0 100 22 9,0 14,50
MF18x1,5 180 140 110 25 11,0 16,50
MF20x1,5 20,0 16,0 125 25 12,0 18,50
G 8 12 NPT NPS RC FG  RD Camera Techn.
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Machine Taps - Form C (straight flutes)

Rinlense

TECNICHE DI ASSEMBLAGGIO

for through holes and blind holes

MMetric fine thread / 1SO DIN 13

(& Tap for machine use in
through hole and blind hole.

© The short lead-in chamfer

Machine Tap
for general use

Machine Tap
for general use
Left-hand thread

Machine Tap
with longer tool
life time

makes that tap universal in || &5 | &= | .
N == e == S - o
application. The flutes can i B T & il T F e B i &
through holes f through holes i through holes i
hold the most part of the L i .11 O O 1 A
chips.
4 HRC | HRC i HRC
WS o SN g M S g oM
5] - o _
B . . .
... ."'.rj C\ L ."‘Ixj ... ."‘Ixj
o outside o outside o outside
2-3 threads cooling 2-3 threads cooling 2-3 threads cooling
and lubrication and lubrication and lubrication
oDz | : B 2 : B
) i T "
;
L2 | |
. s . =
i E %
oD Shank: DIN 374 E i i
i 4
DI D2 L1 L2 [ L3
MF 4 x 0,35 40 28 63 10 2,1 3,65
MF 5 x 0,5 50 35 70 12 2,7 450
MF 6 x 0,5 6,0 45 80 14 34 550
MF 6 x 0,75 6,0 45 80 14 34 520
MF 7 x 0,75 70 55 80 14 43 6,20
MF 8 x 0,75 80 6,0 80 19 49 7,20
MF8x1,0 80 6,0 90 22 49 7,00
MF10x 0,5 100 7,0 90 20 55 950
MF10x1,0 100 7,0 90 20 55 9,00
MF10x1,25 100 7,0 100 24 55 8,80
MF12x0,75 120 90 100 22 7,0 10,20
MF12x1,0 120 90 100 22 7,0 11,00
MF12x1,25 120 9,0 100 22 7,0 10,80
MF12x1,5 120 90 100 22 7,0 10,50
MF14x1,0 14,0 11,0 100 22 9,0 13,00
MF14x1,25 140 11,0 100 22 9,0 12,80
MF14x1,5 140 11,0 100 22 9,0 12,50
MF16 x 1,0 16,0 120 100 22 9,0 15,00
MF16x1,25 160 120 100 22 90 1480
MF16x 1,5 16,0 12,0 100 22 9,0 14,50
MF18x1,0 180 140 110 25 11,0 17,00
MF18x15 180 140 110 25 11,0 16,50
MF 18 x 2,0 180 140 125 34 11,0 16,00
MF 20 x 1,0 20,0 16,0 125 25 12,0 19,00
MF20x1,25 200 160 125 25 120 18,80
MF20x 1,5 20,0 16,0 125 25 12,0 18,50
MF 20 x 2,0 20,0 16,0 140 34 12,0 18,00
MF22x1,0 220 18,0 125 25 145 21,00
MF22x1,5 220 18,0 125 25 145 20,50
MF 22 x 2,0 220 18,0 140 34 145 20,00
58 m . (ng) ovc uve ovs uner & 2 Bsw s tm WP MSORC o owope 8RB wm (CT‘}?;gg‘; VG Tools . fechm.



Machine Taps - Form G (straight flutes)

R2inlense for through holes and blind holes

MMetric fine thread / ISO DIN 13

() Tap for machine use in Machine Tap Machine Tap
@ The short lead-in chamfer Left-hand thread
makes that tap universal in || &S | )
. o M L “
application. The flutes can Fa Fa

thfbugh holes Chipremoval ~ Form C m@gh NOIEs  chip removal ~ Form C
hold the most par‘t of the &ug"t%dzhflgs (ke picture) ~ straight flutes &u‘,’)"t'],"z"f'ﬁs (like picture) ~ straight flutes

chips.
Nfmm? MNimm?
o o

material: 0 900 N/mm? material: t0 900 N/mm?
HSSE 1S02/6H 271 HRC HSSE 1S02/6H 27.1 HRC
O e B s B
_ o LY s LY -y
B i B = - =
. Yo _ Y-
outside outside
2-3 threads cooling 2-3 threads cooling
and lubrication and lubrication
T =] ,_ =}
@02 = 2
L1 < L3 9 i
-~ ! -~
T
L2
| ; :
i
@D Shank: DIN 374 2

MszuuD!

MF24x1,0 240 180 140 28 145 23,00
MF24x15 240 180 140 28 145 2250
MF 24 x 2,0 240 180 140 28 145 22,00
MF25x1,0 250 18,0 140 28 145 24,00
MF 26 x 1,5 26,0 180 140 28 145 24,50
MF 27 x 1,5 270 200 140 28 16,0 25,50
MF27x20 270 200 140 28 16,0 25,00
MF 28 x1,5 280 200 140 28 16,0 26,50
MF30x1,5 300 220 150 28 18,0 28,50
MF30x20 300 220 150 28 18,0 28,00
MF32x15 320 220 150 28 18,0 30,50
MF32x20 320 220 150 28 18,0 30,00
MF33x20 330 250 160 30 200 31,00
MF35x15 350 280 170 30 22,0 33,50
MF36x1,5 360 280 170 30 22,0 34,50
MF36x20 360 280 170 30 220 34,00
MF38x1,5 380 280 170 30 220 36,50
MF40x1,5 40,0 320 170 30 240 3850
MF42x15 420 320 170 30 24,0 40,50
MF45x15 450 360 180 32 29,0 4350
MF48x15 480 360 190 32 29,0 46,50
MF 50 x 1,5 50,0 360 190 32 29,0 48,50
MF52x1,5 52,0 400 190 32 320 50,50

Machine Tap

with longer tool

life time
|| __,-’/ 4
B __/

tgrgllijﬁg r?gllee: Chip removal Form C
Upto1,5xD (ke picture) —straight flutes

Nimm?
ro-

material: t0 900 N/mm?
HSSETIN Su2c 27,1 HRC
- F
FEVTY =y
. =
_ Yo
outside

2-3 threads cooling
and lubrication

¥/€ NIQ
-

et

G 8 12 NPT NPS RC FG RD Camera Techn.
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Machine Taps - Form C (straight flutes)

inmlense

TECNICHE DI ASSEMBLAGGIO

24

Metric fine thread / IS0 DIN 13

Tap for machine use in
through hole and blind hole.

©

The short lead-in chamfer
makes that tap universal in
application. The flutes can

hold the most part of the
chips.
[m]
?ZDZ’
L1
L2

@D Shank: DIN 374
m Dt D2 L1 L2 [ l
MF4x05 40 28 63 10 21 350
MF5x05 50 35 70 12 27 450
MF6x075 60 45 80 14 34 520
MF8x1,0 80 60 90 22 49 7,00
MF10x1,0 100 70 9 20 55 900
MF10x1,25 100 70 100 24 55 880
MF12x1,25 120 90 100 22 70 10,80
MF12x1,5 120 90 100 22 70 1050
MF14x1,25 140 110 100 22 90 1280
MF14x15 140 110 100 22 90 1250
MF16x15 160 120 100 22 90 1450
MF18x15 180 140 110 25 11,0 16,50
MF20x15 200 160 125 25 120 1850
60 w . @) UNC UNF uNs uner S, (2

Machine Tap

for cast materials

through holes
&blind holes Chipfemosal

Upto25%D (ke picture) ~siraight flutes

R

material:

HSSE TIiCN 0250
-
ey
.
" = =
- =
outside
2-3 threads cooling

and lubrication

¥Z€ NId

A -

NPT

BSW BSF TR NPTE

for through holes and blind holes

Machine Tap
for brass
(short-chipping)

bl ¥ 2

tgrgﬁr?g f.'&'gf Chip removal Form C
Upt02,5xD (ke picture) straight lutes

B

Form C

HRC
t01000 - 101000
N/mm H";gE?fC'N 1S02/6H N/mm?
32 HRC 32 HRC
F
-
-3
E ——
., i,
outside
2-3 threads cooling
and lubrication
=]
=
=
i
NPS RC FG RD Camera Techn.
npsM  Rp BA W PG gop gy MINI rpgg VG TOOS intormation



) Machine Taps - Form G (with spiral flutes)
i2imlense for blind holes

MMetric fine thread / ISO DIN 13

© Tap for machine use Machine Tap Machine Tap
in blind holes. for general use for general use
© The fast spiral flutes provide Left-hand thread
good chip removal from the l ‘ Ny A | l ‘ A
blind hole. et @ 27 B4 @ =7
blind holes ~ Chip removal ~ Form C 35° blind holes ~ Chip removal ~ Form C 35°
upto3xD (ke picture)  spiral flute upto3xD (ke picture)  spiral flute
TOL Nimm? TOL Nimm?
HRC HRC
F | F |
material: t0 900 N/mm? material: t0 900 N/mm?
T 1so2/6H  © T H";E’“ T IS02/6H  © o HR”ém
ity r % oy [ 4 %
) O - 1 N L..r = i N L_.-’ =
_ PP W
outside outside
2-3threads  cooling and 2-3threads  cooling and
lubrication lubrication
[oD2 | [ !
D2 g g E g I
L2 '
4 N

: / \

mmDZULZD!

MF3x035 30 22 56 5 - 265
MF4x035 40 28 63
MF4x0,5 40 28 63
MF5x0,5 50 35 70
MF5x075 50 35 70
MF6x 0,5 60 45 80
MF6x075 60 45 80
MF7x075 70 55 80

34 520
43 6,20

© o wl oy G WL
w
~
o
[42]
S

MF8x 0,5 80 60 80 49 750
MF8x075 80 60 8 8 49 720
MF8x1,0 80 60 9 10 49 7,00
MFOx075 90 70 8 10 55 825
MF9x1,0 90 70 9 10 55 800
MF10x075 100 70 9 10 55 920
MFi0x10 100 70 9 10 55 900
MF1i0x125 100 70 100 16 55 880
MF11x10 110 80 9 11 62 10,00
MF11x125 110 80 9 14 62 1080
MF12x075 120 90 100 10 70 1020
MF12x1,0 120 90 100 11 70 11,00
MF12x125 120 90 100 15 7,0 1080
MF12x15 120 90 100 15 70 1050
MF13x1,0 130 11,0 100 11 90 12,00
MF13x15 130 110 100 15 90 11,50
ME14x075 140 11,0 100 10 90 1320
ME14x1,0 140 11,0 100 11 90 1300
MF14x125 140 11,0 100 15 90 1280
MF14x15 140 11,0 100 15 90 1250
MF15x1,0 150 120 100 12 90 14,00
MF15x15 150 120 100 15 90 1350
MF16x1,0 160 120 100 12 90 1500
MF16x1,25 160 120 100 15 90 1480
MF16x15 160 120 100 15 90 1450
MF18x1,0 180 140 110 13 110 17,00
MF18x125 180 140 110 15 110 1680

G 8 12 NPT NPS RC FG RD Camera Techn.
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Machine Taps - Form G (with spiral flutes)

Riinlense for blind holes

TECNICHE DI ASSEMBLAGGIO

MMetric fine thread / 1SO DIN 13

(© Tap for machine use
in blind holes.

(© The fast spiral flutes provide

Machine Tap
for general use

Machine Tap
for general use
Left-hand thread

good chip removal from the l ‘ Ny L | l ‘ Ny L
| i | et | k| —
i | i Vel oy | i {8 oy
blind hole. iy L7 : i i :
blind holes ~ Chip removal ~ Form C 35° blind holes ~ Chip removal ~ Form C 35°
upto3xD (ike picture)  spiral flute upto3xD  (ike picture)  spiral flute
TOL Nimm? TOL MNimm?
4 HRC | HRC
material: 10 900 N/mm? material: t0 900 N/mm?
HSSE IS02/6H 7 1 HRe HSSE 180206 o 1 HRC
‘ o F F
y . LYY L, My L,
A W = W =
. . e . NP i
outside outside
2-3threads  cooling and 2-3threads  cooling and
lubrication lubrication
] =
L1
@ @
N N

@D Shank: DIN 374

D1 D2 L1
MF18x1,5 180 140 110 17 110
MF 18 x 2,0 180 140 125 20 11,0 16,00
MF20x1,0 200 160 125 14 120 19,00

MF20x1,25 200 160 125 17 120 18,80
MF20x 1,5 200 160 125 17 120 18,50
MF 20 x 2,0 200 160 140 20 12,0 18,00

MF21x1,5 21,0 160 125 17 120 19,50
MF22x1,0 220 180 125 14 145 21,00
MF22x1,25 220 180 125 17 145 20,80
MF22x1,5 220 180 125 17 145 20,50

MF 22 x 2,0 220 180 140 20 14,5 20,00
MF23x1,5 230 180 125 17 145 21,50
MF24x1,0 240 180 140 15 145 23,00

MF24x1,25 240 180 140 17 145 23,80
MF24x15 240 180 140 20 145 2250
MF 24 x 2,0 240 180 140 20 145 22,00
MF25x1,0 250 180 140 15 145 24,00
MF25x1,5 250 180 140 20 145 23,50

MF26x1,0 260 180 140 15 145 2500
MF26x15 260 180 140 20 145 2450
MF26x20 260 180 140 20 145 24,00

MF27x1,0 270 200 140 15 16,0 26,00
MF 27 x1,5 270 200 140 20 16,0 25,50
MF 27 x 2,0 27,0 200 140 20 16,0 25,00
MF28x1,0 280 200 140 15 16,0 27,00

MF 28 x 1,5 280 20,0 140 20 16,0 26,50
MF 28 x 2,0 280 20,0 140 20 16,0 26,00
MF29x1,5 290 220 150 22 18,0 27,50
MF30x1,0 300 220 150 17 18,0 29,00

MF30x1,5 300 220 150 22 18,0 28,50
MF 30 x 2,0 300 220 150 22 18,0 28,00
MF 30 x 2,5 300 220 180 27 180 27,50
MF 30 x 3,0 300 220 180 30 180 27,00
MF32x1,5 320 220 150 22 18,0
MF 32 x 2,0 320 220 150 22 18,0 30,00

62 wm . oo UNC

UNF UNS  UNEF U8N EJI?I NPT~ NPS ~RC pr '\ pg FG ~RD Camera Techn.
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Machine Taps - Form G (with spiral flutes)

.le“ ENSE for blind hol
TECNICHE DI ASSEMBLAGGIO or In o es

MMetric fine thread / ISO DIN 13

@ Tap for machine use
in blind holes.

Machine Tap
for general use

(@ The fast spiral flutes provide

good chip removal from the l ‘ pr o
blind hole. |
blind holes  Chip removal
upto3xD  (like picture)
TOL
|
mﬁtses':f': 1S02/6H
e v B
) LY 7
§ &
. WP =
outside
2-3threads  cooling and
lubrication
202 | g -
]
s |
:‘ﬁ
L2
]
- 74
@D Shank: DIN 374 {f
m Dt D2 L1 L2 O .r
MF 32x 3,0 320 220 180 30 18,0 29,00
MF33x1,5 330 250 160 24 20,0 31,50
MF33x2,0 330 250 160 24 20,0 31,00
MF 33 x 3,0 330 250 180 30 20,0 30,00
MF34x1,5 340 280 170 24 22,0 3250
MF 34 x 2,0 340 280 170 24 220 32,00
MF35x1,5 350 280 170 24 220 33,50
MF 36 x 1,5 36,0 280 170 24 22,0 34,50
MF 36 x 2,0 36,0 280 170 24 22,0 34,00
MF 36 x 3,0 36,0 280 200 30 22,0 33,00
MF38x 1,5 380 280 170 24 22,0 36,50
MF39x1,5 390 320 170 25 240 37,50
MF 39x 2,0 390 320 170 25 240 37,00
MF 39 x 3,0 390 320 200 30 240 36,00
MF40x1,5 400 320 170 25 240 3850
MF 40 x 2,0 40,0 320 170 25 240 38,00
MF 40 x 3,0 40,0 32,0 200 30 240 37,00
MF42x15 420 320 170 25 24,0 40,50
MF42x 2,0 420 320 170 25 24,0 40,00
MF 42 x 3,0 42,0 320 200 30 240 39,00
MF 45x 1,5 450 36,0 180 27 29,0 43,50
MF 45 x 2,0 450 36,0 180 27 29,0 43,00
MF 45 x 3,0 450 36,0 200 30 29,0 42,00
MF 48x 1,5 480 36,0 190 27 290 46,50
MF 48 x 2,0 480 36,0 190 27 29,0 46,00
MF 48 x 3,0 480 36,0 225 33 29,0 45,00
MF50x1,5 50,0 36,0 190 27 29,0 48,50
MF 50 x 2,0 50,0 36,0 190 27 29,0 48,00
MF 50 x 3,0 50,0 36,0 225 33 29,0 47,00
MF 52 x 1,5 52,0 40,0 190 27 32,0 50,50
MF52x 2,0 52,0 40,0 190 27 32,0 50,00
MF 52 x 3,0 52,0 40,0 225 33 32,0 49,00
MF63x1,5 63,0 500 275 40 39,0 61,50
M . oo UNC UNF uNs uneF 8 2 Bsw BsE TR NPT

Form C 35°
spiral flute

Nimm?
HRC

t0 900 N/mm?
27,1 HRC

C

NPS RC
NPSM ~ RP

Machine Tap
for general use
Left-hand thread

a e &
| 3 1 A
| i ;
blind holes ~ Chip removal ~ Form C 35°
upto3xD  (like picture)  spiral flute
TOL Nimm?*
F| HRC
material: t0 900 N/mm?
HSSE Su250 27,1 HRC
- F
LYY -y
H R =
P e
outside
2-3threads  cooling and
lubrication
o i
=
N
BA W PG FG RD Camera

Bsc RMS MN' ripod) V€ TOOS jniormation



Machine Taps - Form G (with spiral flutes)

INIENSE for blind holes

TECNICHE DI ASSEMBLAGGIO

24

Metric fine thread / IS0 DIN 13

©

Tap for machine use Machine Tap Machine Tap Machine Tap
in blind holes. und for high- PRO for stainless
The fast spiral flutes provide alloyed steels steels with high tool

good chip removal from the life time

blind hole. .[ ‘ a4l A .[ ‘ A .] ‘ A S
' g P | | A ' g P
i i - | £t i Fi - i b .
blind holes ~ Chip removal  Form C 40° blind holes ~ Chip removal ~ Form C 35° blind holes ~ Chip removal ~ Form C 45°
upto2,5xD (ke picture)  spiral flute upto2,5xD  (ike picture)  spiral flute upto2,5xD (ke picture)  spiral flute
TOL TOL LS TOL
HRC
4 S S
o to 1300 ol to 1300 ol to 1200
41 HRC 41 HRC 41 HRC
" r Attty PR
oA " 2 I M. 5"
l .. - _ PP - ... -
outside outside outside
2-3threads  cooling and 2-3threads  cooling and 2-3threads  cooling and
lubrication lubrication lubrication
k- g | =] =]
oD2 = = =
L1 g [i g z
L2 i
\_ 1 L
oD Shank: DIN 374 ’
"
m D1 D2 UL L2 [ v
MF 6 x 0,75 60 45 80 8 34 520
MF8x1,0 80 60 90 10 49 7,00
MF10x1,0 100 70 90 10 55 9,00
MF10x1,25 100 7,0 100 16 55 8,80
MF12x1,0 120 90 100 11 70 11,00
MF12x1,25 120 9,0 100 15 70 10,80
MF12x15 120 90 100 15 7,0 10,50
MF14x1,5 140 11,0 100 15 9,0 12,50
MF16x 1,5 16,0 12,0 100 15 9,0 14,50
MF18x1,5 180 140 110 17 11,0 16,50
MF20x1,5 20,0 16,0 125 17 12,0 18,50
MF22x1,5 22,0 180 125 17 145 20,50
G 8 12 NPT NPS RC FG RD Camera Techn.
64 M . (BSP) UNC UNF UNS  UNEF UN UN BSW BSF TR NPTE  NPSM  RP BA W PG BSC RMS MINI (Tripod) VG Tools Information



) Machine Taps - Form G (with spiral flutes)
INIENSE for blind holes

24

Metric fine thread / 1SO DIN 13

© Tap for machine use Machine Tap
in blind holes. for general use
The fast spiral flutes provide oversized (diameter)
good chip removal from the ) i
blind hole. I % | W £

blind holes ~ Chip removal  Form C 40°
upto3xD (like picture)  spiral flute

TDL N/mm?
j HRC
o 10 900
ey Is02/6H N/ mme
27,1 HRC

O LT PLTLT r
_ -
M. =
_ Y-
=~ outside
2-3threads  cooling and
lubrication
Lo g
=
D2 ) -
1 N )
IR
L2
¥y -
K 1

@D Shank: DIN 374 #

MF6x0,75 60 45 80 8 34 520
MF 8x1,0 80 60 90 10 49 7,00
MF10x1,0 100 70 90 10 55 9,00
MF10x1,25 100 70 100 16 55 880
MF12x1,5 120 90 100 15 7,0 10,50
MF14x15 140 11,0 100 15 9,0 1250

G 8 12 NPT~ NPS RC FG RD Camera Techn.
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Rinlense

TECNICHE DI ASSEMBLAGGIO

advantages:

= No chips

= Up to 20 times longer lifetime (compared to
taps)

= Same forming tap for through and blind hole
= Wide range of materials can be processed

= |ntersection of the thread is impossible

= Very high trueness

= |ncreased strength of the thread

= Higher surface quality

= Much higher cutting speed

i

‘ u}

T

Lo D2
D2
L1 L1

[ ]

L2

(I}

Shank: DIN 374 ~——~= Shank: DIN 371

-ZD 20

D1 D2 L1 L O .r
MF 3 x 0,35 3,0 35 56 10 2,7 2,85
MF 4 x 0,5 4,0 45 63 12 3,4 3,80
MF 5 x 0,5 50 60 70 14 49 480
MF 6 x 0,75 6,0 6,0 80 16 49 5,65
MF8x1,0 8,0 8,0 90 18 6,2 7,55
MF10x1,0 10,0 10,0 90 18 8,0 9,55
MF10x 1,25 10,0 10,0 100 20 8,0 9,45
MF12x1,0 12,0 9,0 100 22 70 11,55
MF 12 x 1,25 120 9,0 100 22 70 11,45
MF12x1,5 12,0 9,0 100 22 70 11,30
MF 14 x 1,25 140 11,0 100 22 90 1345
MF14x1,5 14,0 11,0 100 22 9,0 13,30
MF16x1,5 16,0 12,0 100 22 90 15,30
MF18x1,5 18,0 14,0 110 22 11,0 17,30
MF20x1,5 20,0 16,0 125 25 12,0 19,30

8 12
UNC UNF UNS UNEF UN UN

6
66 . (BSP)

Machine
Forming Taps
for general use

| I gy
W an £
L
through holles

&blind holes . ;
upto2,5xD With no chips

Threading with
oil grooves

-
material: to 850 N/mm?
HSSETN SO o S hRe
ey r "
= =
-, -
outside
2-3threads  cooling and

lubrication

OLWoidn L€ NI
CHIN Woy /€ NIQ

NPT NPS

BSW BSF TR \prr npsm

UNiForm Machine Forming Taps

m Metric fine thread / IS0 DIN 13

Machine Forming
Taps have following

Machine

Forming Taps

for general use
oversized (diameter)

| | R
| A 5
L
through holes f i
&bindholes _ reading - with
upto 2,5 D with no chips  oil grooves
TOL Mirmim?
HRC
-
material: to 850 N/mm?
HSSETN  S02BH o hiRe
annrs P
R =
. NP i
outside
2-3threads  cooling and
lubrication
- -
g =}
= =
K <K
= EN
sIf 3
=3 3
= =
> N
FG RD
BA W PG BSC RmS MINI

echn.
VG Tools normation



nlense 1/4¢ Bit-Short Machine Taps

Metric fine thread / 1SO DIN 13

Efficient internal Bit-Taps
thread cutting with Form D for through holes
batterypowered and blind holes
screwdriver (min. 7,5 Volt). RN =
HE V=
| - @ =
Application: ‘Q:Eﬁ:,zé‘zﬁgﬂgf ((:Fig;m::;l straFiZLTﬂ[l)nes
non abrasive material up ToL LGS
to 900 N/mm? unalloyed 4 HRC
and low alloyed steel Msse  lsouen 0N

" LY
= a—
L = O

outside
4-5threads  cooling and
lubrication

O

1/4*

@D
m 1 1 2 O w
MF 3 x 0,35 3,0 33,0 1 1/4" 2,65
MF 3,5 x 0,35 BI5| BBI5) 10 1/4" 3,15
MF 4 x 0,35 4,0 35,0 12 1/4" 3,65
MF 4 x 0,5 4,0 35,0 12 1/4" 3,50
MF 4,5 x 0,5 45 35,0 12 1/4" 4,00
MF 5 x 0,5 50 360 15 1/4" 450
MF 5 x 0,75 5,0 36,0 15 1/4" 4,25
MF 5,5 x 0,5 55 35,0 15 1/4" 5,00
MF 6 x 0,5 6,0 39,0 18 1/4" 5,50
MF 6 x 0,75 6,0 39,0 18 1/4" 5,20
MF 7 x 0,5 7,0 37,5 16 1/4" 6,50
MF 7 x 0,75 7,0 37,5 16 1/4" 6,20
MF 8 x 0,5 8,0 40,0 19 1/4" 7,50
MF 8 x 0,75 8,0 40,0 19 1/4" 7,20
MF8x1 8,0 40,0 19 1/4" 7,00
MF 9 x 0,5 9,0 40,5 18 1/4" 8,50
MF 9 x 0,75 9,0 40,5 18 1/4" 8,25
MF9x1 9,0 40,5 18 1/4" 8,00
MF10x 0,5 10,0 41,0 21 1/4" 9,50
MF 10 x 0,75 10,0 41,0 21 1/4" 9,20
MF10x1,0 10,0 41,0 21 1/4" 9,00

MF 10 x 1,25 10,0 41,0 21 1/4" 8,80

G 8 12 NPT~ NPS RC FG RD Camera Techn.
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inlense Round Di
ECNICHE DI ASSEMBLAGGIO oun Ies

m Metric fine thread / IS0 DIN 13

Round Dies Round Dies Round Dies Round Dies Round Dies
for general use for general use for higher for stainless undersized

Left Hand demands steels
material: 150-6 material: 150-6 material: 150-6 material: 150-6 material: 6
< HSS 4 HSSE < HSSE g HSS
Chamfer: right hand Chamfer: left hand Chamfer: right hand Chamfer: right hand Chamfer: right hand
1,5 threads thread 1,5 threads thread 1,5 threads thread 2 threads thread 1,75 threads thread
= - =
£ £ £
o o
».-Ivl a.-I‘I
(‘.-.-ﬂ"’ -'I (‘.-.J"- -'I (.\_.__,"'- -'I
with lapped with lapped with
spiral entry spiral entry spiral entry

T

- " B
=N
r Py g Rt
D D1 H D2

MF25x035 25 16 5 244
MF26x035 26 16 5 254
MF 3 x 0,35 30 20 5 294
MF35x035 35 20 5 344
MF 4 x 0,35 40 20 5 394
MF 4 x 0,5 40 20 5 393
MF 4,5 x 0,5 45 20 5 443
MF 5x 0,5 50 20 5 493
MF 5 x 0,75 50 20 7 491

MF 5,5 x 0,5 55 20 5 543

MF 6 x 0,5 60 20 5 593

MF 6 x 0,75 60 20 7 590

MF 7 x 0,5 70 25 9 693

MF 7 x 0,75 70 25 9 6,90
MF 8x 0,5 80 25 9 7,93
MF 8 x 0,75 80 25 9 790
MF8x1,0 80 25 9 783
MF9x0,5 90 25 9 893
MF9x 0,75 90 25 9 890
MF9x1,0 90 25 9 888
MF10x05 100 30 11 993
MF10x0,75 100 30 11 990
MF10x1,0 10,0 30 11 988
MF10x1,25 100 30 11 986
MF11x1,0 11,0 30 11 1088
MF11x1,25 11,0 30 11 10,86
MF12x 0,5 120 38 10 11,93
MF12x0,75 120 38 10 11,90
MF12x1,0 120 38 10 11,88
MF12x1,25 120 38 10 11,86
MF12x1,5 120 38 10 11,85
MF13x 0,5 130 38 10 1293
MF13x1,0 130 38 10 1288

FG R

G 8 12 NPT NPS  RC D Camera Techn.
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IMENSE R d Di
ECNICHE DI ASSEMBLAGGIO oun Ies

m Metric fine thread / 1SO DIN 13

Round Dies Round Dies Round Dies Round Dies Round Dies
for general use for general use for higher for stainless undersized

Left Hand demands steels
material: 150-6 material: 150-6 material: 150-6 material: 150-6 material: 6
< g HSSE < HSSE g HSS
Chamfer: right hand Chamfer: left hand Chamfer: right hand Chamfer: right hand Chamfer: right hand
1,5 threads thread 1,5 threads thread 1,5 threads thread 2 threads thread 1,75 threads thread
LS g LS
s e 5
o o
& |.'| & I"
(‘.-.-ﬂ"’ -'I (‘.-.J"- -'I (‘.-.-d"- -]
with lapped with lapped with
spiral entry spiral entry spiral entry
H
any,
D1 @D o
L+ S
$ -
|
preparatory -
b2 diameter é . "j

D D1 H D2

MF13x15 130 38 10 1285
MF14x05 140 38 10 1393
MF14x075 140 38 10 13,90
MF14x1,0 140 38 10 13,88
MF14x1,25 140 38 10 1386
MF14x15 140 38 10 1385
MF15x075 150 38 10 1490
MF15x1,0 150 38 10 1488
MF15x15 150 38 10 1485
MF16x05 160 45 14 1593
MF16x075 160 45 14 1590
MF16x1,0 160 45 14 1588
MF16x1,25 160 45 14 1586
MF16x1,5 160 45 14 1585
MF17x1,0 170 45 14 1688
MF17x15 170 45 14 1685
MF18x05 180 45 14 17,93
MF18x075 180 45 14 17,90
MF18x1,0 180 45 14 17,88
MF18x1,25 180 45 14 17,86
MF18x1,5 180 45 14 17,85
MF18x20 180 45 14 17,82
MF19x1,0 190 45 14 1888
MF19x15 190 45 14 1885
MF20x05 200 45 14 1993
MF20x075 200 45 14 19,90
MF20x1,0 200 45 14 19,88
MF20x1,25 200 45 14 19,86
MF20x15 200 45 14 19,85
MF20x20 200 45 14 19,82
MF21x1,0 21,0 45 14 2088
MF21x15 21,0 45 14 2085
MF22x05 220 55 16 2193

G 8 12 NPT NPS RC FG RD Camera Techn.
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inlense Round Di
ECNICHE DI ASSEMBLAGGIO oun Ies

m Metric fine thread / IS0 DIN 13

Round Dies
for general use for general use for higher
Left Hand demands
TOL TOL TOL
material: 1S0-6g material: 1S0-6g mﬁtsesriEaI: 1S0-6g
Chamfer: right hand Chamfer: left hand Chamfer: right hand

1,5 threads thread 1,5 threads thread 1,5 threads

Fa e
with
spiral entry

T

preparatory ;
op2 diameter

D DI H D2
MF22x0,75 220 55 16 21,90
MF22x1,0 220 55 16 21,88
MF22x1,25 220 55 16 21,86
MF22x1,5 220 55 16 21,85
MF 22 x 2,0 220 55 16 21,82
MF23x1,0 230 55 16 22,88
MF 23 x 1,5 230 55 16 2285
MF 24 x 0,5 240 55 16 2393
MF24x0,75 240 55 16 23,90
MF 24 x1,0 240 55 16 23,88
MF24x1,25 240 55 16 23,86
MF24x1,5 240 55 16 23,85
MF 24 x 2,0 240 55 16 22,82
MF25x1,0 250 55 16 24,88
MF 25x 1,5 250 55 16 24,85
MF 26 x1,0 26,0 55 16 2588
MF 26 x 1,5 26,0 55 16 2585
MF 26 x 2,0 26,0 55 16 25,82
MF 27 x1,0 270 65 18 26,88
MF 27 x 1,5 270 65 18 26,85
MF 27 x 2,0 270 65 18 26,82
MF 28 x1,0 280 65 18 27,88
MF 28 x1,5 280 65 18 27,85
MF 28 x 2,0 28,0 65 18 27,82
MF29x1,5 290 65 18 28,85
MF30x1,0 300 65 18 29,88
MF30x15 300 65 18 29,85
MF30x20 300 65 18 29,82
MF30x25 300 65 18 29,79
MF30x3,0 300 65 25 29,76
MF32x1,0 320 65 18 31,88
MF32x15 320 65 18 31,85
MF32x20 320 65 18 31,82

8 12
UNC UNF UNS UNEF UN UN

NPT
NPTF

NPS
NPSM

RC

BSW BSF RP

TR

6
70 w . (BSP)

thread

BA

w

for stainless
steels
TOL
material: 1S0-6g

Lt

lapped with
spiral entry

PG

HSSE

Chamfer:
2 threads

FG  RD
BSC RMS

thread

MINI

Round Dies Round Dies Round Dies Round Dies

undersized

1,

At

TOL

material:
HSS

right hand

Chamfer:
75 threads

right hand
thread

lapped with
spiral entry

Camera
(Tripod)

Techn.
VG Tools normation



Rinlense

TECNICH

E DI ASSEMBLAGGIO

MMetric fine thread / ISO DIN 13

Round Dies
for general use

Round Dies
for general use

TOL TOL
4 4
material: 1S0-6g material: 1S0-6g
; v -..- . C\ : v -.. . C\
Chamfer: right hand Chamfer: right hand

1,5 threads thread 1,5 threads thread

@D1 I | @D

)
~
A |
-
)
~
A |

diameter

m D DI H D2

MF 32 x 3,0 320 65 25 31,77
MF33x1,5 330 65 18 3285
MF 33 x 2,0 330 65 18 3282
MF 33 x 3,0 330 65 25 3276
MF 34 x1,0 340 65 18 33,88
MF34x1,5 340 65 18 3385
MF 34 x 2,0 340 65 18 33,82
MF35x1,0 350 65 18 34,88
MF35x1,5 350 65 18 34,85
MF 35 x 2,0 350 65 18 34,82

oD2 preparatory
diameter

preparatory é

‘_—’/ @D2
m D DI H D2

MF 45x 1,5 450 90 22 4485
MF 45 x 2,0 450 90 22 44,82
MF 45 x 3,0 450 90 36 44,76
MF 46 x 1,5 460 90 22 4585
MF 48 x1,0 480 90 22 47,88
MF 48 x 1,5 480 90 22 47,85
MF 48 x 2,0 48,0 90 22 47,82
MF 48 x 3,0 480 90 36 47,46
MF50x 1,5 50,0 90 22 49,85
MF 50 x 2,0 50,0 90 22 4982

MF 36 x 1,0 360 65 18 3588 MF 50 x 3,0 500 90 36 49,76
MF 36 x 1,5 360 65 18 3585 MF 52 x 1,5 520 90 22 5185
MF 36 x 2,0 360 65 18 3582 MF 52 x 2,0 520 90 22 51,82
MF 36 x 3,0 360 65 25 3576 MF 52 x 3,0 520 90 36 51,76
MF 37 x 1,5 370 65 18 3685 MF 54 x1,5 540 105 22 5392

MF 38 x 1,0 380 75 20 37,88
MF38x1,5 380 75 20 37,85
MF 38 x 2,0 380 75 20 37,82
MF 38 x 3,0 380 75 30 37,77
MF39x1,5 390 75 20 3885
MF 39 x 2,0 390 75 20 3882
MF 39 x 3,0 390 75 30 3876

MF 54 x 2,0 540 105 22 5391
MF 54 x 3,0 540 105 36 53,88
MF 54 x 4,0 540 105 36 53,85
MF 55 x 1,5 550 105 22 54,85
MF 55 x 2,0 55,0 105 22 54,82
MF 55 x 3,0 55,0 105 36 54,76
MF 55 x 4,0 550 105 36 54,73

MF40x1,0 400 75 20 3988 MF 56 x 1,5 560 105 22 5585
MF40x 1,5 400 75 20 3985 MF 56 x 2,0 560 105 22 5582
MF 40 x 2,0 400 75 20 3982 MF 56 x 3,0 560 105 36 5576
MF 40 x 3,0 400 75 30 39,76 MF 56 x 4,0 560 105 36 5573
MF42x1,0 420 75 20 41,88 MF58x1,5 580 105 22 57,92
MF42x1,5 420 75 20 418 MF 58 x 2,0 580 105 22 57,91
MF 42x 2,0 420 75 20 41,82 MF 58 x 3,0 580 105 36 57,88
MF 42 x 3,0 420 75 30 4176 MF 58 x 4,0 580 105 36 57,85

MF44x1,5 440 90 22 4385
MF 44 x 2,0 440 90 22 4382
MF45x1,0 450 90 22 4488

MF60x 1,5 60,0 105 22 59,92
MF 60 x 2,0 60,0 105 22 59,91
MF 60 x 3,0 60,0 105 36 59,88

G 8 12 NPT NPS  RC
M UNC UNF UNS UNEF F&  RD Camera Techn.
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BRlinlense Round Di
TECNICHE DI ASSEMBLAGGIO oun Ies

MMetric fine thread / 1SO DIN 13

Round Dies Round Dies
for general use for general use
TOL TOL
4 4
material: 150-6 material: 1S0-6g
Chamfer: right hand Chamfer: right hand
1,5 threads thread 1,5 threads thread
H H

D1 | |

—
L
L

!
T 1
[
|
L

!

@D F " ’ : op1 ||l I oD _f" ’ -
oD2 pre?paralory ._ oD2 prgparalow ._
diameter o diameter o

m D DI H D2 m D DI H D2

MF 60 x 4,0 60,0 105 36 59,85 MF 75 x 4,0 750 120 36 74,85
MF62x1,5 62,0 105 22 61,92 MF76x1,5 76,0 120 22 7592
MF 62 x 2,0 62,0 105 22 61,91 MF 76 x 2,0 76,0 120 22 7591
MF 62 x 3,0 62,0 105 36 61,88 MF 76 x 3,0 76,0 120 36 75,88
MF 62 x 4,0 62,0 105 36 61,85 MF 76 x 4,0 76,0 120 36 7585
MF63x1,5 630 105 22 6292 MF78x1,5 78,0 120 22 7792
MF64x1,5 640 120 22 6392 MF 78 x 2,0 780 120 22 7791
MF 64 x 2,0 640 120 22 6391 MF 78 x 3,0 780 120 36 7788
MF 64 x 3,0 640 120 36 63,88 MF 78 x 4,0 780 120 36 77,85
MF 64 x 4,0 640 120 36 63,85 MF80x1,5 80,0 120 22 7992
MF65x 1,5 65,0 120 22 64,92 MF 80 x 2,0 80,0 120 22 7991
MF 65 x 2,0 650 120 22 64,91 MF 80 x 3,0 80,0 120 36 79,88
MF 65 x 3,0 650 120 36 64,88 MF 80 x 4,0 80,0 120 36 79,85
MF 65 x 4,0 650 120 36 64,85 MF82x1,5 820 130 25 8192
MF 68 x 1,5 680 120 22 67,92 MF 82 x 2,0 820 130 25 8191
MF 68 x 2,0 68,0 120 22 67,91 MF 82 x 3,0 820 130 36 81,88
MF 68 x 3,0 68,0 120 36 67,88 MF 82 x 4,0 820 130 36 81,85
MF 68 x 4,0 680 120 36 67,85 MF 84 x 1,5 84,0 130 25 83,92
MF70x1,5 70,0 120 22 69,92 MF 84 x 2,0 840 130 25 8391
MF 70 x 2,0 700 120 22 6991 MF 84 x 3,0 840 130 36 83,88
MF 70 x 3,0 70,0 120 36 69,88 MF 84 x 4,0 840 130 36 8385
MF 70 x 4,0 700 120 36 69,85 MF85x1,5 850 130 25 8492
MF72x1,5 720 120 22 71,92 MF 85 x 2,0 850 130 25 84,91
MF72 x2,0 720 120 22 7191 MF 85 x 3,0 850 130 36 84,88
MF 72 x 3,0 720 120 36 71,88 MF 85 x 4,0 850 130 36 8485
MF 72 x 4,0 720 120 36 71,85 MF 86 x 1,5 86,0 140 22 8592
MF74x1,5 740 120 22 73,92 MF 86 x 2,0 86,0 140 22 8591
MF 74 x 2,0 740 120 22 7391 MF 86 x 3,0 86,0 140 22 8588
MF 74 x 3,0 740 120 36 73,88 MF 86 x 4,0 86,0 140 22 8585
MF 74 x 4,0 740 120 36 73,85 MF 88 x 1,5 88,0 140 22 87,92
MF75x1,5 750 120 22 7492 MF 88 x 2,0 88,0 140 22 8791
MF75x 2,0 750 120 22 7491 MF 88 x 3,0 88,0 140 22 87,88
MF 75 x 3,0 750 120 36 74,88 MF 88 x 4,0 880 140 22 8785
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RRlinlense Round Di
TECNICHE DI ASSEMBLAGGIO oun Ies

MMetric fine thread / ISO DIN 13

Round Dies
for general use

TOL

material: 1S0-6g

Chamfer: right hand
1,5 threads thread

@D1 | |

T 1
N
L
|
r

oD I " ’
el | | N
m D D1 H D2

MF90x1,5 90,0 140 22 89,92
MF 90 x 2,0 90,0 140 22 8991

MF 90 x 3,0 90,0 140 22 89,88
MF 90 x 4,0 90,0 140 22 8985
MF92x1,5 920 140 22 91,92
MF 92 x 2,0 920 140 22 9191
MF 92 x 3,0 920 140 22 91,88

MF 92 x 4,0 920 140 22 9185
MF95x1,5 950 140 22 94,92
MF 95 x 2,0 950 140 22 9491

MF 95 x 3,0 950 140 22 94,88
MF 95 x 4,0 950 140 22 9485
MF 96 x 1,5 96,0 140 22 9592
MF 96 x 2,0 96,0 140 22 9591
MF 96 x 3,0 96,0 140 22 9588

MF 96 x 4,0 96,0 140 22 9585
MF98x1,5 98,0 150 25 94,92
MF 98 x 2,0 980 150 25 97,91

MF 98 x 3,0 980 150 25 97,88
MF 98 x 4,0 980 150 25 97,85
MF100x 1,5 1000 150 25 99,92
MF 100 x 2,0 1000 150 25 99,91

MF 100 x 3,0 1000 150 25 99,88
MF 100 x 4,0 1000 150 25 99,85
MF105x 1,5 1050 150 25 104,92
MF 105 x 2,0 1050 150 25 104,91
MF 105 x 3,0 1050 150 25 104,88
MF 105 x 4,0 1050 150 25 104,85
MF110x 1,5 1100 160 25 109,92
MF 110 x 2,0 110,0 160 25 109,91
MF 110 x 3,0 1100 160 25 109,88
MF 110 x 4,0 1100 160 25 109,85
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TECNICHE DI ASSEMBLAGGIO

E Hexagon Die Nuts

MMetric fine thread / 1SO DIN 13

Hexagon Hexagon
Di Nuts Di Nuts
for general use for general use
TOL TOL
| |
material: 1S0-6g material: 1S0-6g
Chamfer: right hand Chamfer: right hand
1,5 threads thread 1,5 threads thread
H H
@D1 } } @D D1 } } @D
\\ J = &< A\ J = <
~— ( § ‘#i ~=Z ( . *I
“IE=2 \'{:“; o [ | Uk
L L
D DI H D2 m D D1 H D2
MF 3 x 0,35 30 19 5 294 MF 18 x 1,25 180 41 14 17,86
MF 4 x 0,35 35 19 5 3,44 MF18x1,5 18,0 4 14 17,85
MF 4 x 0,5 4,0 19 5 3,93 MF 18 x 2,0 18,0 4 14 17,82
MF5x 0,5 50 19 5 49 MF20x 1,0 200 41 14 1988
MF 5 x 0,75 50 19 7 4,91 MF 20 x 1,25 20,0 4 14 19,86
MF6x 0,5 6,0 19 5 5,93 MF20x1,5 20,0 4 14 19,85
MF6 x 0,75 60 19 7 59 MF 20 x 2,0 200 41 14 19,82
MF 7 x 0,75 7,0 22 9 6,90 MF21x1,5 21,0 41 14 20,85
MF 8 x 0,5 8,0 22 9 7,93 MF22x1,0 22,0 50 16 21,88
MF 8 x 0,75 8,0 22 9 7,90 MF 22 x 1,25 22,0 50 16 21,86
MF8x1,0 8,0 22 9 783 MF22x1,5 220 50 16 21,85
MF 9 x 0,75 9,0 22 9 8,90 MF 22 x 2,0 22,0 50 16 21,82
MF9x1,0 9,0 22 9 8,88 MF23x1,5 23,0 50 16 22,85
MF 10 x 0,75 10,0 27 11 9,90 MF 24 x1,0 24,0 50 16 23,88
MF10x 1,0 100 27 11 988 MF 24 x 1,25 240 50 16 23,86
MF 10 x 1,25 10,0 27 1 9,86 MF24x 1,5 24,0 50 16 2385
MF11x1,0 11,0 27 110,88 MF 24 x 2,0 24,0 50 16 22,82
MF 11 x 1,25 10 27 11 10,86 MF 25 x 1,0 250 50 16 2488
MF 12 x 0,75 12,0 36 10 11,90 MF25x1,5 25,0 50 16 24,85
MF12x1,0 12,0 36 10 11,88 MF 26 x 1,0 26,0 50 16 25,88
MF 12 x 1,25 12,0 36 10 11,86 MF 26 x 1,5 26,0 50 16 25,85
MF12x1,5 12,0 36 10 11,85 MF 26 x 2,0 26,0 50 16 25,82
MF13 x1,0 13,0 36 10 12,88 MF 27 x 1,0 27,0 60 18 26,88
MF13x1,5 130 36 10 1285 MF27 x1,5 270 60 18 2685
MF 14 x 0,75 140 36 10 13,90 MF 27 x 2,0 270 60 18 26,82
MF14x1,0 14,0 36 10 13,88 MF28x1,0 28,0 60 18 27,88
MF14x1,25 140 36 10 13,86 MF 28 x 1,5 280 60 18 27,85
MF14x1,5 14,0 36 10 13,85 MF 28 x 2,0 28,0 60 18 27,82
MF15x1,0 15,0 36 10 14,88 MF29x1,5 29,0 60 18 28,85
MF15x1,5 15,0 36 10 14,85 MF30x1,0 30,0 60 18 29,88
MF16x1,0 16,0 41 14 15,88 MF30 x1,5 30,0 60 18 29,85
MF 16 x 1,25 160 41 14 1586 MF 30 x 2,0 300 60 18 29,82
MF16x1,5 16,0 4 14 15,85 MF 30 x 3,0 30,0 60 25 29,76
MF18x1,0 18,0 4 14 17,88 MF 32x1,5 32,0 60 18 31,85
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peiniense R d Di
TECNICHE DI ASSEMBLAGGIO oun Ies

MMetric fine thread / ISO DIN 13

Hexagon
Di Nuts
for general use

TOL

material:
Hes 1S0-6g

Chamfer: right hand
1,5 threads thread

<\
_7

@D1 @D

—
—_

[
N

X~
s é
D D1 H D2
MF 32x2,0 32,0 60 18 31,82
MF 32x 3,0 32,0 60 25 31,77
MF33x1,5 33,0 60 18 32,85
MF 33x 2,0 33,0 60 18 32,82
MF 33 x 3,0 33,0 60 25 32,76
MF34x1,5 34,0 60 18 33,85
MF 34 x 2,0 34,0 60 18 33,82
MF35x1,5 35,0 60 18 34,85
MF36x1,5 36,0 60 18 3585
MF 36 x 2,0 36,0 60 18 35,82
MF 36 x 3,0 36,0 60 25 35,76
MF 38x1,5 38,0 70 20 37,85
MF39x1,5 39,0 70 20 38,85
MF 39 x 2,0 39,0 70 20 38,82
MF 39 x 3,0 39,0 70 30 38,76
MF40x1,5 40,0 70 20 39,85
MF 40 x 2,0 40,0 70 20 39,82
MF 40 x 3,0 40,0 70 30 39,76
MF42x1,5 42,0 70 20 41,85
MF 42 x 2,0 42,0 70 20 41,82
MF 42 x 3,0 42,0 70 30 41,76
MF45x1,5 45,0 85 22 44,85
MF 45 x 2,0 45,0 85 22 44,82
MF 45 x 3,0 45,0 85 36 44,76
MF48x1,5 48,0 85 22 4785
MF 48 x 2,0 48,0 85 22 47,82
MF 48 x 3,0 48,0 85 36 47,46
MF 50 x 1,5 50,0 85 22 49,85
MF 50 x 2,0 50,0 85 22 49,82
MF 50 x 3,0 50,0 85 36 49,76
MF52x1,5 52,0 85 22 51,85
MF 52 x 2,0 52,0 85 22 51,82
MF 52 x 3,0 52,0 85 36 51,76

G 8 12 NPT NPS  RC
M UNC UNF UNS UN F&  RD Camera Techn.
. (BSP) EF yn un BSW BSE TR et npsy gp  BA W PG gop pus MINI (qipog) VG TOOIS jniormation 75



k2inlense Thread Cutting Kits with Taps, Dies and Tools

G-Rohr (BSP) British standard whitworth pipe thread / DIN ISO 228

BAER Hand-Tap Sets, Round Dies and Tools Sets
(example picture)

BAER Set G(BSP) 1/8 - 1¢
HSSG Hand Tap Sets & HSS Round Dies & Tools
BAER HSSG Hand Tap Sets (2 parts) G 1/8x 281G 1/4x191G3/8x 191G 1/2x 141G 3/4x 1416 1“x 11

BAER HSS Round Dies G1/8x281G1/4x191G3/8x191G1/2x141G3/4x141G1“x 11

BAER adjustable Tap Wrenches - M1-1011/16-3/81G1/8 & M5-2017/32-3/4“1G1/8-1/2 & M13-3211/2-1.1/4“1G 1/4-1¢
zinc die cast

BAER Die Stocks - zinc die cast 30x11138x10145x14155x16168x 18

Screw extractor

BAER Set G(BSP) 1/8“ - 1 (incl. intermediate sizes)
HSSG Hand Tap Sets & HSS Round Dies & Tools
BAER HSSG Hand Tap Sets (2 parts) G 1/8x 281G 1/4x191G3/8x191G1/2x 141G 5/8x141G3/4x141G7/8x141G1“x 11

BAER HSS Round Dies G1/8x281G1/4x191G3/8x191G1/2x141G5/8x141G3/4x141G7/8x141G1“x 11

BAER adjustable Tap Wrenches - M1-1011/16-3/81G1/8 & M5-2017/32-3/4“1G1/8-1/2 & M13-3211/2-1.1/4“1G 1/4-1¢
zinc die cast

BAER Die Stocks - zinc die cast 30x11138x10145x14155x16168x 18

Screw extractor

BAER Set G(BSP) 1/4% - 1.1/2¢
HSSG Hand Tap Sets & HSS Round Dies & Tools
BAER HSSG Hand Tap Sets (2 parts) G1/4x191G3/8x191G1/2x141G3/4x141G1“x111G1.1/4“x 111G 1.1/2“x 11

BAER HSS Round Dies G1/4x191G3/8x191G1/2x141G3/4x141G1“x111G1.1/4“x111G1.1/2“x 11

BAER adjustable Tap Wrenches - M4-1215/32-1/21G1/8 & M11-2717/16-1“1G 1/4-3/4 & M27-5211.1/8“-2“ | G 3/4-1.3/4“
zinc die cast

BAER Die Stocks - zinc die cast 38x10145x14155x16168x18175x20190 x 22

Screw extractor

Information
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k2inlense Thread Cutting Kits with Taps and Dies

G-Rohr (BSP) British standard whitworth pipe thread / DIN ISO 228

BAER Hand-Tap Sets, Round Dies and Tools Sets
(example picture)

BAER Set G(BSP) 1/8“ - 3/4“ .
Short Machine Taps through hole & blind hole v <
HSS Hexagonal-Die-Nuts /# i V.
BAER HSSG Short Machine Taps Form D G1/8x281G1/4x191G3/8x191G1/2x141G3/4x14

for through holes and blind holes (up to 4 x D)

BAER HSS Hexagonal-Die-Nuts G1/8x281G1/4x191G3/8x191G1/2x141G3/4x14

BAER Set G(BSP) 1/8“ - 1/2¢ .
Short Machine Taps through hole & blind hole v v
HSS Hexagonal-Die-Nuts /& LS
BAER HSSG Short Machine Taps Form D G1/8x281G1/4x191G3/8x191G1/2x 14

for through holes and blind holes (up to 4 x D)

BAER HSS Hexagonal-Die-Nuts G1/8x281G1/4x191G3/8x191G1/2x 14

BAER Set G(BSP) 1/8“ - 3/4“ =
Short Machine Taps through hole & blind hole ’ Y
HSS Round Dies f -
BAER HSSG Short Machine Taps Form D G1/8x281G1/4x191G3/8x191G1/2x 141G 3/4x 14

for through holes and blind holes (up to 4 x D)

BAER HSS Round Dies G1/8x281G1/4x191G3/8x191G1/2x 141G 3/4x 14

M MF . ovc uve uns uner & (2 Bsw ese ot T MRS ORC ga w opg 8RRy Camera VAl 77
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RRinlense short Machine Taps

G-Rohr (BSP) British standard whitworth pipe thread / DIN ISO 228

Eﬁlglent internal thread Short Machine Taps
cutting. Form D for through holes
The short structural type and blind holes
makes that tap usable by T
machine and hand. : ‘ ,b_fs.
mm'}'{?r; hgfs; Chip removal Form D
App“cation: &u;b)lmd“hxln (like picture) straight flutes
non abrasive material | TOL
up to 900 N/mm? F |
¢y unalloyed and low o s e
alloyed steel any T,
" . r.‘.:_"-:?f
SRS, ey
. eom St g
o02| L1
e

anzuuﬂl

BSP 1/8 x 28 973 70 63 20 55 880

BSP 1/4x 19 13,16 11,0 70 22 90 11,80
BSP 3/8x 19 16,66 120 70 22 9,0 1525
BSP1/2x 14 2095 16,0 80 22 120 19,00
BSP 3/4x 14 26,44 20,0 90 22 16,0 24,50
BSP 1" x 11 3325 250 100 25 20,0 30,75
BSP1.1/4x11 4191 320 125 40 240 39,50
BSP1.1/2x11 47,80 36,0 140 40 290 4525
BSP1.3/4x11 53,74 40,0 140 40 320 51,20
BSP 2" x 11 59,61 450 160 40 350 57,00
BSP2.1/4x11 6571 50,0 160 40 39,0 63,10
BSP2.1/2x11 7518 50,0 160 40 39,0 72,60
BSP2.3/4x11 81,53 50,0 160 40 39,0 79,00
BSP 3" x 11 87,88 50,0 160 40 39,0 8550
BSP3.1/2x11 100,3 56,0 180 45 44,0 98,00
BSP 4" x 11 113,0 56,0 180 45 44,0 110,50
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TECNICHE DI ASSEMBLAGGIO

k2inlense Hand Tap Sets

G-Rohr (BSP) British standard whitworth pipe thread / DIN ISO 228

Efficient internal thread Hand Tap Sets Hand Tap Sets Hand Tap Sets
cutting. for general use for general use for high tensile
The short structural type Left Hand materials

makes that tap usable by

e i oy i b
. i i i
machine and hand. 24 - -,
through holes  cpip removal Form C “"0”9“ holes Chip removal Form C through holes  cpip removal Form C

BDINOYOES (ke picture)  straght flutes g (ke picture)  straightfiutes S0 pagre o (ike picture) straight flutes

A Hand-Tap-Set

includes 2 taps:

@ Taper Tap j j j 101200
G Finish Tap ’ : 38,2 HRC
LYY oty I oy
- - |- - |- y—
L PR L PR L PP
outside outside outside
2-3threads  cooling and 2-3threads  cooling and 2-3threads  cooling and
lubrication lubrication lubrication

@D2

||

L1

ob  Shank: DIN 5157

MNDZULZD'

BSP1/8x28 973 70 63 20 55 880

BSP1/4x19 13,1611,0 70 22 90 11,80
BSP3/8x19 1666 120 70 22 90 1525
BSP1/2x14 20,95 160 80 22 12,0 19,00
BSP5/8x14 2291180 80 22 145 21,00
BSP3/4x14 26,44 200 90 22 16,0 24,50
BSP7/8x14 3020220 90 22 180 2825
BSP1"x11 3325250 100 25 20,0 30,75
BSP1.1/8x11 37,90 28,0 125 40 22,0 3530
BSP1.1/4x11 4191320 125 40 24,0 39,50
BSP1.3/8x11 4432 36,0 140 40 29,0 41,70
BSP1.1/2x11 47,80 36,0 140 40 29,0 4525
BSP1.5/8x11 52,00 40,0 140 40 32,0 49,60
BSP1.3/4x11 53,74 40,0 140 40 32,0 51,20
BSP2"x11 59,61 450 160 40 350 57,00
BSP2.1/4x11 6571 50,0 160 40 39,0 63,10
BSP2.1/2x11 7518 50,0 160 40 39,0 72,60
BSP 2.3/4x11 81,53 50,0 160 40 39,0 79,00
BSP3"x11 87,88 50,0 160 40 39,0 85,50
BSP3.1/2x11 100,3 56,0 180 45 44,0 98,00
BSP4"x11 1130 56,0 180 45 44,0 110,50
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Machine Taps - Form B for through holes and

RRInlense form ¢ Left-hand thread

G-Rohr (BSP) British standard whitworth pipe thread / DIN ISO 228

Tap for machine use in Machine Tap Machine Tap Machine Tap
through hole and for left- for general use for stainless steels  for general use
hand thread in through and Left-hand thread

4

blind holes.

R VA R Y4

The spiral point pushes the

i through holes  Chip removal  FormBwith  through holes  Chip removal  Form Bwith  through holes  pip remoyal Form C
ChlpS ahead. UDl{g 4xD  (like picture)  spiral point up t%g2,5 XD (ke picture)  spiral point &ul‘))htr;dzh)? Ss (like picture) ~ straight flutes
E E
TOL Nimm? B TOL N/imm? B TOL Nimm?
HRC ~ HRC o HRC
N - to 1300 : t0 900
material: . t0 900 N/mm? material: N material: .
medium 3 medium N/mm? medium N/mm?
HSSE 27,1 HRC HSSE TiAIN 41 HRC HSSE 271 HRC
YR oty T Attty
outside outside outside
4-5threads  cooling and 4-5threads  cooling and 2-3threads  cooling and
lubrication lubrication lubrication
‘D
a
|
) =) o
[ - = = =
@D2 2 N A
u 8 8 i 8
L2
“op  Shank: DIN 5156
D1 D2 L1 L2 [ v
BSP 1/8 x 28 973 70 90 20 55 8,80
BSP 1/4 x 19 13,16 11,0 100 22 90 11,80
BSP 3/8 x 19 16,66 12,0 100 22 9,0 1525
BSP 1/2 x 14 20,95 160 125 25 12,0 19,00
BSP 5/8 x 14 2291 180 125 25 145 21,00
BSP 3/4 x 14 26,44 200 140 28 16,0 24,50
BSP 7/8 x 14 30,20 220 150 28 18,0 28,25
BSP 1" x 11 3325 250 160 30 20,0 30,75
BSP1.1/8x11 37,90 280 170 30 22,0 3530
BSP1.1/4x11 4191 320 170 30 240 39,50
BSP1.3/8x11 4432 360 180 32 290 41,70
BSP1.1/2x11 47,80 360 190 32 29,0 4525
BSP1.3/4x11 53,74 40,0 190 32 320 51,20
BSP 2" x 11 59,61 450 220 40 350 57,00
8 12 NPT NPS RC FG RD Camera Techn.
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Machine Taps - Form C (with spiral flutes)

RRimmlense for blind holes

TECNICHE DI ASSEMBLAGGIO

G-Rohr (BSP) British standard whitworth pipe thread / DIN ISO 228

Tap for machine use in Machine Tap Machine Tap
through hole and for left- for general use for stainless steels
hand thread in through and
blind holes. a0 PS
. ) i[ ‘ {ay ;_;_—',;f ;[ ‘ (y &
The spiral point pushes the | - i = | - K =
ChipS ahead_ blind holes  Chip removal ~ Form C 35° blind holes  Chip removal ~ Form C 40°
upto3xD (ke picture) spiral flute upto25xD  (ike picture) spiral flute
Nimm? TOL MNimim?
) HRC ) HRC
| |
. , . 10 1300
41 HRC
outside outside
2-3threads  cooling and 2-3threads  cooling and
lubrication lubrication
[m]
W
| Il
=] 4 o
<0D2— &y ] o i
L1 g g
L2
“op  Shank: DIN 5156
BSP 1/8 x 28 973 70 9 20 55 880
BSP1/4x19 13,16 11,0 100 22 90 11,80
BSP 3/8 x 19 16,66 120 100 22 90 1525
BSP1/2x 14 20,95 16,0 125 25 12,0 19,00
BSP 5/8 x 14 2291 180 125 25 145 21,00
BSP 3/4x 14 26,44 200 140 28 16,0 24,50
BSP 7/8 x 14 30,20 220 150 28 180 28,25
BSP 1" x 11 33,25 250 160 30 200 30,75
BSP1.1/8x11 37,90 280 170 30 22,0 35,30
BSP1.1/4x11 4191 320 170 30 24,0 39,50
BSP1.3/8x11 4432 360 180 32 29,0 41,70
BSP1.1/2x11 47,80 360 190 32 29,0 4525
BSP1.3/4x11 53,74 400 190 32 32,0 51,20
BSP 2" x 11 59,61 450 220 40 350 57,00
8 12 NPT NPS RC FG RD Camera Techn.
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kinlense yNiForm Machine Forming Tap

G-Rohr (BSP) British standard whitworth pipe thread / DIN IS0 228

Machine Forming Machine
Taps have following Forming Taps
advantages: for universal use
I Aa
= No chips e i A o ,-"*
= Up to 20 times longer lifetime (compared to through holes Threading with
taps) ﬁ‘pb‘lp 2'2"){95 with no chips  oil grooves
= Same forming tap for through and blind hole TOL
= Wide range of materials can be processed |
. Intersejction of the thread is impossible matel g gy 0 s
= Very high trueness
= Increased strength of the thread e o
= Higher surface quality T £ ;d
outside
= Much higher cutting speed 2-3threads  cooling and

lubrication

‘ o

@D2
L

= i

@D Shank: DIN 5156

MMDZULZDU

BSP 1/8 x 28 973 7,0 90 18 55 9,25
BSP 1/4x 19 13,16 11,0 100 22 9,0 12,50
BSP 3/8 x 19 16,66 12,0 100 22 9,0 16,00
BSP1/2x 14 20,95 16,0 125 25 12,0 20,00
BSP 3/4x 14 26,44 20,0 140 28 20,0 25550
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Rinlense Round Di
TECNICHE DI ASSEMBLAGGIO oun Ies

G-Rohr (BSP) British standard whitworth pipe thread / DIN ISO 228

Round Dies Round Dies Round Dies
for general use for general use for stainless
Left Hand steels
TOL TOL TOL
4 | |
mi:}grsial: A mi:}grsial: A m:tsesrgxlz A
Chamfer: right hand Chamfer: right hand Chamfer: right hand
1,5 threads thread 1,5 threads thread 1,5 threads thread
Bl

i)
with
spiral entry

o [T T @ 74

preparatory
diameter

@D2

@z~

BSP 1/8 x 28 9,73 30 M 9,62

BSP 1/4x19 13,16 38 10 13,03
BSP 3/8x19 1666 45 14 16,54
BSP 1/2x 14 2095 45 14 20,81

BSP 5/8 x 14 2291 55 16 22,77
BSP 3/4x 14 26,44 55 16 26,30
BSP 7/8 x 14 3020 65 18 30,06
BSP 1" x 11 3325 65 18 33,07
BSP 1.1/8 x 11 3790 75 20 37,72
BSP 1.1/4 x 11 a9 75 20 41,73
BSP 1.3/8 x 11 4432 90 22 4414
BSP1.1/2x 11 47,80 90 22 47,62
BSP 1.5/8 x 11 5200 90 22 51,82
BSP 1.3/4 x 11 53,74 105 22 53,57
BSP 2" x 11 59,61 90 22 59,43
BSP 2" x 11 59,61 105 22 59,43
BSP 2.1/4 x 11 6571 120 22 6549
BSP 2.1/2 x 11 7518 120 22 74,97
BSP 2.3/4x 11 81,63 120 22 81,32
BSP 3" x 11 87,88 130 25 87,67
BSP 3.1/2x 11 100,33 150 25 100,11
BSP 4" x 11 113,03 160 25 112,81
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Rinlense g Die N
TECNICHE DI ASSEMBLAGGIO exagon Ie uts

G-Rohr (BSP) British standard whitworth pipe thread / DIN ISO 228

Hexagon Die Nuts Hexagon Die Nuts

for general use for general use
Left Hand
TOL TOL
4 4
mi:}grsial: A mi:}grsial: A
%o (Y W)
Chamfer: right hand Chamfer: right hand
1,5 threads thread 1,5 threads thread

QID2] prelparatory
diameter é

D1 H D2
BSP 1/8 x 28 9,73 27 1 9,62
BSP 1/4x 19 13,16 36 10 13,03
BSP 3/8 x 19 16,66 41 14 16,54
BSP1/2x 14 20,95 41 14 20,81
BSP 5/8 x 14 22,91 50 16 22,77
BSP 3/4x 14 26,44 50 16 26,30
BSP7/8 x 14 30,20 60 18 30,06
BSP 1" x 11 33,25 60 18 33,07
BSP1.1/8 x 11 37,90 70 20 37,72
BSP1.1/4 x 11 41,91 70 20 M,73
BSP 1.3/8 x 11 44,32 85 22 4414
BSP1.1/2 x 11 47,80 85 22 47,62
BSP 1.5/8 x 11 52,00 85 22 51,82
BSP 1.3/4 x 11 53,74 100 22 53,57
BSP 2" x 11 59,61 100 22 59,43
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R imlense Thread Cutting Kits with Taps, Dies and Tools

m Unified coarse thread / ANSI B1.1 - aen HH r’r-r'-_w.
e f"“huuuulu -

BAER Hand-Tap
Sets, Round Dies e & /.f')/"‘) @D IDPREE £
and Tools Sets =
(example picture)

=’@—--‘* - _ﬁ\_"_-:_‘-sﬂ
i .{&E '-..du' 3
‘-- __"vl =
—— e S
SR

- i

BAER Set UNGC 1/4“ - 1/2¢
HSSG Hand Tap Sets & HSS Round Dies & Tools
BAER HSSG Hand Tap Sets (3 parts) ~ UNC 1/4 x 20 | UNC 5/16 x 18 | UNC 3/8 x 16 | UNC 7/16 x 14 | UNC 1/2x 13

BAER HSS Round Dies UNC 1/4 x 20 | UNC 5/16 x 18 | UNC 3/8 x 16 | UNC 7/16 x 14 | UNC 1/2x 13
BAER adjustable Tap Wrenches - M1-1011/16-3/81G1/8 & M4-1215/32-1/21G1/8

zinc die cast

BAER Die Stocks - zinc die cast 20x7125x9130x11138x14

Screw extractor

BAER Set UNGC 1/4“ - 3/4“
HSSG Hand Tap Sets & HSS Round Dies & Tools
BAER HSSG Hand Tap Sets (3 parts)  UNC 1/4 x 20 | UNC 5/16 x 18 | UNC 3/8 x 16 | UNC 7/16 x 14 | UNC 1/2 x 13 | UNC 5/8 x 11 | UNC 3/4 x 10

BAER HSS Round Dies UNC 1/4x 20 | UNC 5/16 x 18 | UNC 3/8 x 16 | UNC 7/16 x 14 | UNC 1/2 x 13 | UNC 5/8 x 11 | UNC 3/4 x 10
BAER adjustable Tap Wrenches - M1-1011/16-3/81G1/8 & M5-2017/32-3/4“1G 1/8-1/2

zinc die cast

BAER Die Stocks - zinc die cast 20x7125x9130x11138x14145x18

Screw extractor

BAER Set UNG 1/4% - 1¢
HSSG Hand Tap Sets & HSS Round Dies & Tools

BAER HSSG Hand Tap Sets (3 parts) ~ UNC 1/4 x 20 | UNC 5/16 x 18 | UNC 3/8 x 16 | UNC 7/16 x 14 | UNC 1/2 x 13 | UNC 5/8 x 11 IUNC 3/4 x 10
UNC7/8 x9I1UNC1“x 8

BAER HSS Round Dies UNC 1/4 x 20 | UNC 5/16 x 18 | UNC 3/8 x 16 | UNC 7/16 x 14 | UNC 1/2 x 13 1 UNC 5/8 x 11 IUNC 3/4 x 10
UNC 7/8 x 9 IUNC 1“ x 8

BAER adjustable Tap Wrenches - M1-1011/16-3/81G1/8 & M11-2717/16-1“1G 1/4-3/4

zinc die cast

BAER Die Stocks - zinc die cast 20x7125x9130x11138x14145x18155x 22

Screw extractor

BAER Set UNC 1/4¢ - 1.1/2¢
HSSG Hand Tap Sets & HSS Round Dies & Tools

BAER HSSG Hand Tap Sets (3 parts)  UNC 1/4 x 20 | UNC 5/16 x 18 | UNC 3/8 x 16 | UNC 7/16 x 14 | UNC 1/2 x 13 | UNC 5/8 x 11 | UNC 3/4 x 10 |
UNC7/8 x 9 1UNC 1“x 8 | UNC 1.1/8" x 7 IUNC 1.1/4“ x 7 | UNC 1.1/2“ x 6

BAER HSS Round Dies UNC 1/4 x 20 | UNC 5/16 x 18 | UNC 3/8 x 16 | UNC 7/16 x 14 | UNC 1/2x 13 | UNC 5/8 x 11 IUNC 3/4 x 10|
UNC 7/8 x 91 UNC 1“x 8 | UNC 1.1/8* x 7 IUNC 1.1/4“ x 7 | UNC 1.1/2“ x 6

BAER adjustable Tap Wrenches - M1-1011/16-3/81G1/8 & M5-2017/32-3/4“1G1/8-1/2 & M13-32(1/2-1.1/4“1G 1/4-1¢

zinc die cast

BAER Die Stocks - zinc die cast 20x7125x9130x11138x14145x18155x22165x 25

Screw extractor

BAER Set UNC & UNF 1/4“ - 3/4¢
HSSG Hand Tap Sets & HSS Round Dies & Tools

BAER HSSG Hand Tap Sets (3 parts) UNC ~ UNC 1/4 | UNC 5/16 | UNC 3/8 | UNC 7/16 | UNC 1/2 | UNC 5/8 | UNC 3/4
BAER HSSG Hand Tap Sets (2 parts) UNF ~ UNF 1/4 | UNF 5/16 | UNF 3/8 | UNF 7/16 | UNF 1/2 | UNF 5/8 | UNF 3/4

BAER HSS Round Dies UNC UNC 1/4 1 UNC 5/16 | UNC 3/8 | UNC 7/16 | UNC 1/2 | UNC 5/8 | UNC 3/4
BAER HSS Round Dies UNF UNF 1/4 | UNF 5/16 | UNF 3/8 | UNF 7/16 | UNF 1/2 | UNF 5/8 | UNF 3/4
BAER adjustable Tap Wrenches - M1-1011/16-3/81G1/8 & M5-2017/32-3/4“1G 1/8-1/2

zinc die cast

BAER Die Stocks - zinc die cast 20x7125x9130x11138x14145x18

Screw extractor
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INLENSE Thread Cutting Kits with Taps and Dies

Unified coarse thread / ANSI B1.1

BAER Short Machine Taps und Round Dies Sets UNC 1/4“ - 1/2¢
(example picture)

HSS Round Dies

BAER HSSG Short Machine Tap Form D for through UNC 1/4 x20 | UNC 5/16 x 18 | UNC 3/8 x 16 | UNC 7/16 x 14 [UNC 1/2x 13
hole & blind hole (up to 4 x D)

BAER HSSG Drill bits for core holes 52mm|6,6 mmI|8,0mmIl9,4mml10,8 mm
BAER HSS Round Dies UNC 1/4 x 20 | UNC 5/16 x 18 | UNC 3/8 x 16 | UNC 7/16 x 14 | UNC 1/2 x 13

BAER Set UNG 1/4“ - 1/2¢ _ pre_
HSSG Short Machine Taps & Drill bits for core holes / : f ﬁ -
K:’ .

G 8 12 NPT NPS RC FG RD Camera Techn.
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R2inlense short Machine Taps and Hand Tap Sets

m Unified coarse thread / ANSI B1.1

Efficient i ina. .
fficient internal thread cutting Short Machine Taps Hand Tap Sets Hand Tap Sets
The short structural type makes Form D for thrOUgh for general use for general use
Short-Machine-Tap is also ' |l ﬁ ' B ////"9> ' i ﬁ
usable by machine. i 5 ~/ i 9 </ e B : "//
thfgﬁgh Noles  chip removal  Form D thrgﬁgg holes  chip removal  Form D th’glklgé‘ holes  chip removal ~ Form D
A Han d-Tap-Set upto4xD (ke picture) straight flutes upto4xD (ke picture) straight flutes =y '{:) 4xp (ke picture) straight flutes
includes 3 taps: TOL TOL Ll
HRC
{Ob Taper Tap _ .
m:;esrgl: 28 to 900 N/mm? m:;esrgl: 28 to 900 N/mm? material: 2B to 900 N/mm?
. 27,1 HRC 27,1 HRC HSSG .
{3 Intermediate Tap e
army Py LYYV - -y r L
{5 Finish Tap LW LW - &
- . outside outside outside
J[ 4-5threads  cooling and 4-5threads  cooling and 4-5threads  cooling and
=l lubrication lubrication lubrication

L2

D Shank: DIN 352

MNDzqull

UNCNo1x64 185 25 32 10 21 1,50
UNCNo2x56 2,18 28 36 11 21 1,80
UNCNo3x48 252 28 36 11 21 2,10
UNCNo4x40 285 35 40 12 27 230
UNCNo5x40 3,18 35 40 12 27 260
UNCNo6x32 351 40 45 14 30 285
UNCNo8x32 417 45 45 14 34 350
UNCNo10x24 483 60 50 16 49 390
UNCNo12x24 549 60 50 18 49 450
UNC 1/4x 20 635 60 50 19 49 520
UNC5/16x18 7,94 60 56 22 49 6,60
UNC 3/8 x 16 953 70 70 24 55 8,00
UNC7/16x14 1111 80 70 24 62 940
UNC1/2x13 1270 90 75 29 7,0 10,80
UNC9/16x12 1429 110 80 30 90 1220
UNC5/8 x 11 15,88 120 80 32 9,0 13,50
UNC 3/4x 10 19,06 140 95 40 11,0 16,50
UNC 7/8x9 22,23 180 100 40 145 19,50
UNC1"x8 25,40 180 110 50 145 22,25
UNC1.1/8x7 28,58 220 132 56 18,0 25,00
UNC1.1/4x7 31,75 220 132 56 18,0 28,25
UNC1.3/8x6 3493 280 150 63 220 30,75
UNC1.1/2x6 38,10 320 150 63 24,0 34,00
UNC1.5/8x5 41,28 320 160 70 240 37,10
UNC1.3/4x5 4445 360 160 70 29,0 39,50
UNC1.7/8x4,5 47,63 360 190 80 29,0 42,00
UNC 2" x 4,5 50,80 40,0 190 80 32,0 45,00
UNC2.1/4x4,5 57,15 450 220 80 350 51,50
UNC2.1/2x4 6350 500 220 80 39,0 57,25
UNC2.3/4x4 6985 500 240 80 39,0 63,50
UNC3" x4 73,20 500 260 80 39,0 70,00

e ,
i

6
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k2inlense mMachine Taps - Form B for through holes

m Unified coarse thread / ANSI B1.1

© Tap for machine use in Machine Tap Machine Tap
through hole. for general use for stainless steels

| »

through holes  Chip removal  Form B with through holes  Chip removal  Form B with
upto4xD (ike picture)  spiral point upto2,5xD (ke picture)  spiral point

y ¥

material: to0 900 N/mm? material: 28 101300 N/mm?
HSSG 27,1 HRC HSSE-TIAIN 41 HRC

ey [ 4 ey | 4
- -
i B e " . =
. _ Y -,
outside outside

4-5threads  cooling and 4-5threads  cooling and
lubrication lubrication

©

The spiral point pushes the

chips ahead. [TE 6 y
il § ¢

L2 NIO
9/€ NId

[2D2|
L1

il e
/L ONN 0y dn L2 NIO
o ?
91/G ONN Woyy 9/€ NIQ
[

“@op Shank: DIN 376 9D shank: DIN 371 ] :: . ‘[‘ I
m Dt D2 L L2 [ l

DIN 371

UNCNo2x56 2,18 28 45 8 2,1 1,85
UNCNo3x48 252 28 50 9 2,1 2,10
UNCNo4x40 285 35 50 10 27 230
UNCNo5x40 3,18 35 5 11 27 260
UNCNo6x32 351 40 5 12 30 285
UNCNo8x32 417 45 63 13 34 3,50
UNCNo10x24 483 60 70 15 49 390
UNCNo12x24 549 60 70 16 49 450
UNC 1/4 x 20 63 70 8 17 55 520
UNC5/16x18 7,94 80 90 20 62 6,60
UNC 3/8x 16 953 90 100 22 70 8,00

DIN 376

UNCNo4x40 285 18 50 10 - 2,30
UNCNo5x40 3,18 22 5 11 18 260
UNCNo6x32 351 25 56 12 21 2,85
UNCNo8x32 417 28 63 13 21 3,50
UNCNo10x24 483 35 70 15 27 3,90
UNCNo12x24 549 35 70 16 27 450
UNC 1/4 x 20 635 45 80 17 34 520
UNC5/16x18 7,94 60 90 20 49 6,60
UNC 3/8 x 16 953 70 100 22 55 8,00
UNC7/16x14 11,11 80 100 22 62 9,40
UNC1/2x13 1270 90 110 25 7,0 10,80
UNC9/16x12 1429 110 110 26 9,0 1220
UNC 5/8 x 11 15,88 120 110 27 9,0 13,50
UNC 3/4x 10 19,05 140 125 30 11,0 16,50
UNC 7/8x9 2223 180 140 32 145 19,50
UNC1"x8 2540 200 160 36 160 22,25
UNC1.1/4x7 31,75 220 180 40 180 28,25
UNC1.1/2x6 38,10 320 200 50 240 34,00
UNC1.3/4x5 4445 360 220 65 290 39,50
UNC 2" x 4,5 50,80 40,0 250 70 32,0 45,00

G 8 12 NPT~ NPS RC FG RD Camera Techn.
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_ Machine Taps - Form G (with spiral flutes)
RIMMIENSE for plind holes

m Unified coarse thread / ANSI B1.1

© Tap for machine use in blind Machine Tap Machine Tap
holes. for general use for stainless steels

(@ The fast spiral flutes provide JA/ f& Iri I
good chip removal from the ‘[éj y—d &=

—

blind hole. blind holes  Chip removal  Form C35°  biind holes  Chip removal ~ Form C 40°
upto3xD (ike picture)  spiral flute  upto2,5xD (ke picture)  spiral flute

TOL TOL MNimim?
HRC
material: 28 t0 900 N/mm? material: 28 1’3 /:::]?
HSSG 27,1 HRC HSSE-TIAIN # HRC
A A
iy L, LY -
i B = H . =
_ [ - e P - e
outside outside
2-3threads  cooling and 2-3threads  cooling and
J o lubrication lubrication
}E ‘
=] I =] |
= Z B !
Sl 5] s N

D2

/L ONN 0y dn L2 NIO
91/G INN woy 9/¢ NId

=

T
M

“op Shank: DIN 376 2D shank: DIN 371

D1D2L1L2|:|l

DIN 371

UNCNo2x56 2,18 28 45 6 21 185
UNCNo3x48 252 28 50 7 21 210
UNCNo4x40 285 35 50 6 27 230
UNCNo5x40 3,18 35 56 7 27 260
UNCNo6x32 351 40 56 7 30 285
UNCNo8x32 417 45 63 8 34 350
UNCNo10x24 483 60 70 10 49 39
UNCNo12x24 549 60 70 10 49 450
UNC1/4x20 635 70 80 13 55 520
UNC5/16x18 7,94 80 90 14 62 6,60
UNC3/8x16 953 90 100 16 7,0 8,00

DIN 376

UNCNo4x40 28 18 50 10 = 2,30
UNCNo5x40 318 22 5 11 18 260
UNCNo6x32 351 25 5 12 21 285
UNCNo8x32 417 28 63 13 21 350
UNCNo10x24 483 35 70 15 27 390
UNCNo12x24 549 35 70 16 27 450
UNC1/4x20 635 45 80 17 34 520
UNC5/16x18 794 60 90 20 49 6,60
UNC3/8x16 953 70 100 22 55 8,00
UNC7/16x14 11,11 80 100 22 62 940
UNC1/2x13 1270 90 110 25 7,0 10,80
UNC9/16x12 1429 110 110 26 90 12,20
UNC 5/8 x 11 1588 120 110 27 9,0 13,50
UNC3/4x10 19,05 140 125 30 11,0 16,50
UNC7/8x9 22,23 180 140 32 145 19,50
UNC1"x8 2540 20,0 160 36 16,0 22,25
UNC1.1/4x7 31,75 22,0 180 40 18,0 28,25
UNC1.1/2x6 38,10 320 200 50 24,0 34,00
UNC1.3/4x5 4445 360 220 65 29,0 39,50
UNC2"x45 5080 40,0 250 70 32,0 4500
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kinlense yNiForm Machine Forming Taps

m Unified coarse thread / ANSI B1.1

Machine Forming Machine

Taps have following Forming Taps
advantages: for universal use

I ‘:d"" _’:\-‘
. ! NN
= No chips oo FA- A {H.H ,-"*

= Up to 20 times longer lifetime (compared to tgkgﬁgg 108 Theadng it
Ind holes

taps) Wpt02,5xD Withnochips ol grooves
= Same forming tap for through and blind hole TOL
= Wide range of materials can be processed |
= Intersection of the thread is impossible material: 28X
= Very high trueness s
= Increased strength of the thread r y -~
= Higher surface quality ’out:de
= Much higher cutting speed 2-3threads  cooling and

lubrication
J o m]
: -

Il gl

D2

8/€ ONN 0} dn |/€ NIO
91/ INN woly 9/¢ NIA

" @b Shank: DIN 376 2D gShank: DIN 371

m D1 D2 L1 L2 [ .r
UNC No 4 x 40 285 35 56 ik 2,7 2,55
UNC No 5 x 40 3,18 35 56 10 2,7 2,65
UNC No 6 x 32 351 4,0 56 12 3,0 3,15
UNC No 8 x 32 417 45 63 13 34 3,80
UNCNo10x24 4,83 6,0 70 15 49 4,35
UNCNo12x24 549 6,0 80 16 49 5,00
UNC 1/4x 20 6,35 7,0 80 17 55 5,75
UNC5/16x18 7,94 8,0 90 20 6,2 7,30
UNC 3/8 x 16 9,53 10,0 100 22 8,0 8,80
UNC7/16x14 11,11 8,0 100 22 6,2 10,25
UNC1/2x13 12,70 9,0 110 25 7,0 11,80
UNC9/16x12 14,29 11,0 110 26 9,0 13,30
UNC5/8 x 11 15,88 12,0 110 27 9,0 14,80
UNC 3/4x 10 19,05 14,0 125 30 11,0 17,85
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Rinlense 1/4« combined-Bit-Taps

m Unified coarse thread / ANSI B1.1

Efficient internal thread Kombi-Bit-Taps
cutting with batterypowered for through holes
screwdriver (min. 7,5 Volt). I
Core hole drilling and thread e *{j !r_)"'
tapping in one fluent process. m'r';mg,; m];’s G ool C';nbmed
upto1xD (ke picture) form
Application: TOL

non abrasive material j

up to 600 N/mm? '“S‘S‘;’;f' 2B o600 N/mm
¢ unalloyed and low P i L~

alloyed steel V.

outside
4-5threads  cooling and
lubrication

O

1/4"

B

@D ‘
-
Y
m o1 op2 11 O
UNC No 4 x 40 2,85 2,3 36 1/4"
UNC No 5 x 40 3,18 2,6 36 1/4"
UNC No 6 x 32 3,51 29 39 1/4"
UNC No 8 x 32 417 3,5 39 1/4"
UNC No 10x 24 483 39 4 1/4"
UNC No 12 x 24 5,49 45 41 1/4"
UNC 1/4x 20 6,35 52 44 1/4"
UNC 5/16 x 18 7,94 6,6 50 1/4"
UNC 3/8 x 16 9,53 8,0 59 1/4"

&
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Rinlense

TECNICHE DI ASSEMBLAGGIO

m Unified coarse thread / ANSI B1.1

Round Dies
for general use

TOL

material:
HSS

right hand
thread

2A

Chamfer:
1,5 threads

@D1 | | @D
[
) |
m D D1 H D2
UNC No 1 x 64 185 16 5 1,79
UNC No 2 x 56 2,18 16 5 2,12
UNC No 3x 48 2,52 16 5 2,44
UNC No 4 x 40 2,85 20 5 2,76
UNC No5x 40 3,18 20 5 3,09
UNC No 6 x 32 3,51 20 7 3,41
UNC No 8 x 32 417 20 7 4,07
UNC No 10 x 24 4,83 20 7 4,71
UNCNo12x 24 5,49 20 7 5,37
UNC 1/4 x 20 6,35 20 7 6,22
UNC5/16 x 18 7,94 25 9 7,80
UNC 3/8 x 16 9,53 30 11 9,37
UNC 7/16 x 14 11,11 30 11 1095
UNC1/2x13 1270 38 14 1252
UNC 9/16 x 12 1429 38 14 1410
UNC5/8 x 11 1588 45 18 15,68
UNC 3/4x 10 19,05 45 18 18,84
UNC7/8x9 2223 55 22 22,00
UNC1"x8 2540 55 22 25,16
UNC1.1/8x7 2858 65 25 28,31
UNC1.1/4x7 31,75 65 25 31,49
UNC 1.3/8x 6 3493 65 25 34,63
UNC1.1/2x6 3810 65 25 37,80
UNC1.1/2x6 3810 75 30 37,80
UNC 1.5/8x5 4128 75 30 40,95
UNC1.3/4x5 4445 90 36 44,12
UNC1.7/8x 4,5 4763 90 36 47,30
UNC 2" x 4,5 50,80 90 36 50,45
M MF (ng) . uve uvs uner & 12 Bsw Bse TR WPE MRS

Round Dies
for general use
Left Hand

TOL
4

material:
HSS

right hand
thread

2A

Chamfer:
1,5 threads

RC
RP

BA W PG

Round Dies
for stainless
steels
TOL
-
Chamfer: right hand
1,5 threads thread

i
with
spiral entry

FG RD Camera Techn.
Bsc RMS MN' ripog) V€ TOOS jnormation



.|TECNICHE DI ASSEMBLAGGIO Hexagon Dle Nuts

m Unified coarse thread / ANSI B1.1

Hexagon
Die Nuts
for general use

TOL

material:
HSS 2

o (Y

Chamfer: right hand
1,5 threads thread

N

@D1

—
J =

preparatory é

7
\
b2 diameter
m D DI H D2

UNC 1/4x 20 6,35 19 7 6,22
UNC 5/16x 18 7,94 22 9 7,80
UNC 3/8 x 16 9,53 27 i 9,37
UNC 7/16 x 14 1,11 27 1 10,95
UNC1/2x 13 12,70 36 14 12,52
UNC 9/16 x 12 1429 36 14 1410
UNC 5/8 x 11 1588 41 18 15,68
UNC 3/4x 10 19,05 41 18 18,84
UNC 7/8x9 22,23 50 22 22,00
UNC1"x 8 2540 50 22 2516
UNC1.1/8x7 28,58 60 25 2831
UNC 1.1/4x7 31,75 60 25 3149
UNC 1.3/8x6 3493 60 25 34,63
UNC1.1/2x 6 38,10 70 30 37,80

&
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k2inlense Thread Cutting Kits with Taps, Dies and Tools

m Unified fine thread / ANSI B1.1

BAER Hand-Tap Sets, Round Dies and Tools Sets
(example picture)

» FAER

e

¢ OOP@DDPREE o

___.r*’s.:___
// —.l'hh——v_ "@‘_—_‘ﬁ

!"

BAER Set UNF 1/4¢ - 1/2¢
HSSG Hand Tap Sets & HSS Round Dies & Tools
BAER HSSG Hand Tap Sets (2 parts)  UNF 1/4 x 28 | UNF 5/16 x 24 | UNF 3/8 x 24 | UNF 7/16 x 20 | UNF 1/2 x 20

BAER HSS Round Dies UNF 1/4 x 28 | UNF 5/16 x 24 | UNF 3/8 x 24 | UNF 7/16 x 20 | UNF 1/2 x 20
BAER adjustable Tap Wrenches - M1-1011/16-3/81G1/8 & M4-1215/32-1/21G1/8

zinc die cast

BAER Die Stocks - zinc die cast 20x7125x9130x11138x10

Screw extractor

BAER Set UNF 1/4¢ - 3/4%
HSSG Hand Tap Sets & HSS Round Dies & Tools
BAER HSSG Hand Tap Sets (2 parts)  UNF 1/4 x 28 | UNF 5/16 x 24 | UNF 3/8 x 24 | UNF 7/16 x 20 | UNF 1/2 x 20 | UNF 5/8 x 18 | UNF 3/4 x 16

BAER HSS Round Dies UNF 1/4 x 28 | UNF 5/16 x 24 | UNF 3/8 x 24 | UNF 7/16 x 20 | UNF 1/2 x 20 | UNF 5/8 x 18 | UNF 3/4 x 16
BAER adjustable Tap Wrenches - M1-1011/16-3/81G1/8 & M5-2017/32-3/4“1G 1/8-1/2

zinc die cast

BAER Die Stocks - zinc die cast 20x7125x9130x11138x10145x 14

Screw extractor

BAER Set UNF 1/4% - 1
HSSG Hand Tap Sets & HSS Round Dies & Tools

BAER HSSG Hand Tap Sets (2 parts) ~ UNF 1/4 x 28 | UNF 5/16 x 24 | UNF 3/8 x 24 | UNF 7/16 x 20 | UNF 1/2 x 20 | UNF 5/8 x 18 | UNF 3/4 x 16 |
UNF 7/8 x 14 | UNF 1 x 12

BAER HSS Round Dies UNF 1/4 x 28 | UNF 5/16 x 24 | UNF 3/8 x 24 | UNF 7/16 x 20 | UNF 1/2 x 20 | UNF 5/8 x 18 | UNF 3/4 x 16 |
UNF 7/8 x 14 | UNF 1% x 12

BAER adjustable Tap Wrenches - M1-1011/16-3/81G1/8 & M11-2717/16-1“|G 1/4-3/4

zinc die cast

BAER Die Stocks - zinc die cast 20x7125x9130x11138x10145x14155x%x 16

Screw extractor

BAER Set UNC & UNF 1/4 - 3/4¢
HSSG Hand Tap Sets & HSS Round Dies & Tools

BAER HSSG Hand Tap Sets (3 parts) UNC ~ UNC 1/4 1 UNC 5/16 | UNC 3/8 | UNC 7/16 | UNC 1/2 | UNC 5/8 | UNC 3/4
BAER HSSG Hand Tap Sets (2 parts) UNF  UNF 1/4 | UNF 5/16 | UNF 3/8 | UNF 7/16 | UNF 1/2 | UNF 5/8 | UNF 3/4

BAER HSS Round Dies UNC UNC 1/4 1 UNC 5/16 | UNC 3/8 | UNC 7/16 | UNC 1/2 | UNC 5/8 | UNC 3/4
BAER HSS Round Dies UNF UNF 1/4 | UNF 5/16 | UNF 3/8 | UNF 7/16 | UNF 1/2 | UNF 5/8 | UNF 3/4
BAER adjustable Tap Wrenches - zinc M1-1011/16-3/81G1/8 & M5-2017/32-3/4“1G 1/8-1/2

die cast

BAER Die Stocks - zinc die cast 20x7125x9130x11138x14145x18

Screw extractor

G 8 12 NPT NPS RC FG RD Camera Techn.
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INLENSE Thread Cutting Kits with Taps and Dies

Unified fine thread / ANSI B1.1

BAER Short Machine Taps und Round Dies Sets UNF 1/4“ - 1/2*
(example picture)

HSS Round Dies

BAER HSSG Short Machine Tap Form D for through UNF 1/4 x 28 | UNF 5/16 x 24 | UNF 3/8 x 24 | UNF 7/16 x 20 | UNF 1/2 x 20
hole & blind hole (up to 4 x D)

BAER HSSG Drill bits for core holes 55mm[6,9mmIi85mml9,9mmli1,5mm
BAER HSS Round Dies UNF 1/4 x 28 | UNF 5/16 x 24 | UNF 3/8 x 24 | UNF 7/16 x 20 | UNF 1/2 x 20

BAER Set UNF 1/4% - 1/2¢ _ pre_
HSSG Short Machine Taps & Drill bits for core holes / g i ﬁ y
/:’ .

G 8 12 NPT NPS RC FG RD Camera Techn.
M MF (BSP) UNC. UNS  UNEF UN  UN BSW  BSF TR NPTE NPSM  RP BA W PG BSC RMS MINI (Tripod) VG Tools Information 97



.| TECNICHE DI ASSEMBLAGGIO

m Unified fine thread / ANSI B1.1

Efficient internal thread cutting.

Form D for through
holes and blind holes

The short structural type makes
that tap usable by hand. The
Short-Machine-Tap is also
usable by machine.

through holes ¢y removal

A H d T S t &ugh‘%d“hf SS (like picture) straFigLTf:ztes
ana-lap-se
includes 2 taps: N/mm?
j HRC
@ Taper Tap material: 2B 10 900 N/mm?
HSSG 27,1 HRC
G} Finish Tap
e
- & j
__ o O
outside
4-5threads  cooling and
o |ubrication
oDz |
L1
L2 i
- !
4@0 ) Shank: DIN 2181 -*
m Dt D2 L1 L2 [ !
UNF No 0 x 80 152 25 28 8 2,1 1,30
UNF No 1 x72 185 28 32 9 2,1 1,60
UNF No 2 x 64 218 28 32 10 21 1,90
UNF No 3 x 56 252 28 32 10 21 2,10
UNF No 4 x 48 285 35 36 1 2,7 2,40
UNF No 5 x 44 318 35 36 1 2,7 2,70
UNF No 6 x 40 351 45 40 12 34 3,00
UNF No 8 x 36 417 45 40 12 34 3,50
UNFNo10x32 483 60 45 14 49 4,10
UNFNo12x28 549 60 50 14 49 4,70
UNF 1/4 x 28 6,35 60 50 18 49 5,50
UNF 5/16 x 24 794 60 56 22 49 6,90
UNF 3/8 x 24 953 70 63 22 55 8,50
UNF7/16x20 11,11 80 63 22 62 9,90
UNF 1/2 x 20 12,70 90 75 24 70 11,50
UNF9/16x18 1429 11,0 80 28 90 12,90
UNF5/8 x 18 15,88 12,0 80 28 9,0 1450
UNF 3/4 x 16 19,05 140 95 32 11,0 17,50
UNF7/8x14 22,23 18,0 100 36 145 20,25
UNF 1" x 12 2540 18,0 110 40 145 23,25
UNF1"x 14 25,40 180 110 40 145 23,30
UNF1.1/8x12 2858 220 110 50 18,0 26,50
UNF1.1/4x12 31,75 22,0 132 56 18,0 29,50
UNF1.3/8x12 3493 28,0 132 56 22,0 3250
UNF1.1/2x12 38,10 320 150 63 24,0 36,00
G 8 12 NPT NPS
98 M M g UNC . UNS UNEF B (% Bsw BsF T IR RS

Short Machine Taps Hand Tap Sets

for general use

through holes  cyip removal

Form X

&ul‘))h‘r:]dzh)? SS (like picture) straight flutes
TOL Nimm?
HRC
material: 28 t0 900 N/mm?
HSSG 27,1 HRC
L&
Y
-3
= o =
= i
outside
2-3threads  cooling and
lubrication
—
-
=
i .-CH:
RC FG RD
RP BA W PG

Short Machine Taps and Hand Tap Sets

Hand Tap Sets
for general use
Left Hand

through holes i removal

Form
&ug“{édzhg SS (like picture)  straight flutes
material: 28 t0 900 N/mm?
HSSG 27,1 HRC
Y r ,—-ﬂ
. =
_ -
outside
2-3threads  cooling and

lubrication

s — SR

Camera Techn.

gsc RMS MM rripod) V& TOO niormation



k2inlense mMachine Taps - Form B for through holes

m Unified fine thread / ANSI B1.1

©  Tap for machine use in Machine Tap Machine Tap
through hole. for general use for stainless steels

(@ The spiral point pushes the

chips ahead. BEE B
p [l 8 +

i

through holes  Chip removal  Form B with through holes  Chip removal ~ Form B with
upto4xD (ke picture)  spiral point upto2,5xD (ke picture)  spiral point

y y

material: 2B t0 900 N/mm? material: 28 101300 N/mm?
HSSG 27,1 HRC HSSE-TIAIN 41 HRC

T [ {_ﬂ LYY | 4 {_ﬂ

. =y . =y

NP e, PP,
outside outside

4-5threads  cooling and 4-5threads  cooling and
lubrication lubrication

i

oD2
L1 L1

NIV -

91/ 4NN woL 9.€ NIA
ST e

8/ 4NN 03 dn /g NIQ
o

91// ANN woiy 9/¢ NIa
[

8/€ 4NN 03 dn /€ NIQ

L2 | ‘u
E
) ] "
@D Shank: DIN 376 Shank: DIN 371 : [; I

D102L1L2Dl
9

UNF No 3 x 56 252 28 50 2,1 2,10
UNF No 4 x 48 285 35 50 10 27 240
UNF No 5 x 44 318 35 56 11 27 270
UNF No 6 x 40 351 40 56 12 30 3,00
UNF No 8 x 36 417 45 63 13 34 350
UNFNo10x32 483 60 70 15 49 410
UNFNo12x28 549 60 70 16 49 470
UNF 1/4 x 28 63 70 8 17 55 550
UNF 5/16 x 24 794 80 90 17 62 69
UNF 3/8 x 24 953 90 100 18 70 850
UNF7/16x20 11,11 80 100 22 62 990
UNF 1/2x 20 12,70 90 100 22 7,0 11,50
UNF9/16x18 1429 11,0 100 22 9,0 12,90
UNF 5/8 x 18 1588 120 100 22 9,0 14,50
UNF 3/4x 16 19,06 140 110 25 11,0 17,50
UNF7/8 x 14 22,23 180 140 26 145 20,25
UNF 1" x 12 25,40 20,0 150 28 16,0 23,25
UNF1" x 14 25,40 200 150 28 16,0 23,30
UNF1.1/4x12 31,75 220 150 30 18,0 29,50
UNF1.1/2x12 38,10 320 170 33 240 36,00

G 8 12 NPT~ NPS RC FG RD Camera Techn.
M MF (BSP) UNC. UNS UNEF vy BSW BSF TR NPTE NPSM  Rp BA W PG pon pyg MINI (Tripod) VG Tools | ciation 99



_ Machine Taps - Form G (with spiral flutes)
RIMIEeNSE tor plind holes

m Unified fine thread / ANSI B1.1

(© Tap for machine use in blind Machine Tap Machine Tap
holes. for general use for stainless steels

(© The fast spiral flutes provide
good chip removal from the

. - E
blind hole. - -
blind holes ~ Chip removal ~ Form C 35° blind holes ~ Chip removal ~ Form C 40°
upto3xD  (ike picture)  spiral flute upto2,5xD (ike picture)  spiral flute
material: 28 to 900 N/mm? material: 28 ‘ﬁ/ﬁgg
HSSG 27,1 HRC HSSE-TIAIN 41 HRC
ey r ey [
- i, - A,
. = . N =y
Y i NP i
outside outside
2-3threads  cooling and 2-3threads  cooling and
lubrication lubrication
|o =
] i
=] I 2 =] | g
= =B = =
S R Shl $
c 3 c E
202 3 ! 3 ! 5 =
Lo c = = s
D2 = = s =
L1 L1 > ~ * s
=3 > & >
|
o
L2 L2 /]

8] {]
T
M

@D Shank: DIN 376 Shank: DIN 371

m D1 D2 L1 L2Dl
21

UNF No 3 x 56 252 28 50 6 2,10
UNF No 4 x 48 285 35 50 6 2,7 240
7
7

UNF No 5 x 44 3,18 35 56 2,7 270
UNF No 6 x 40 351 40 56 30 3,00
UNF No 8 x 36 417 45 63 8 34 3,50
UNFNo10x32 483 60 70 10 49 410
UNFNo12x28 549 60 70 10 49 470
UNF 1/4 x 28 635 70 8 10 55 550
UNF 5/16 x 24 794 80 9 10 62 69
UNF 3/8 x 24 953 90 100 10 70 850
UNF7/16x20 11,11 80 100 13 62 990
UNF 1/2 x 20 12,70 90 100 13 70 11,50
UNF9/16x18 1429 11,0 100 15 90 1290
UNF 5/8 x 18 1588 120 100 15 9,0 14,50
UNF 3/4x 16 19,06 140 110 17 11,0 17,50
UNF7/8x 14 22,23 180 140 17 145 20,25
UNF 1" x 12 25,40 20,0 150 20 16,0 23,25
UNF 1" x 14 2540 20,0 150 20 16,0 23,30
UNF1.1/4x12 31,75 22,0 150 22 180 29,50
UNF1.1/2x12 38,10 320 170 25 240 36,00

G 8 12 NPT NPS RC FG RD Camera Techn.
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kinlense yNiForm Machine Forming Taps

m Unified fine thread / ANSI B1.1

Machine Forming Machine
Taps have following Forming Taps
advantages: for universal use
rfdﬁ =y,

= No chips L—- ] [ P L ,3
= Up to 20 times longer lifetime (compared roush 10es Thgzing it

to taps) up t{,"zys"fg with no chips  oil grooves
= Same forming tap for through and blind

hole TOL
= Wide range of materials can be processed o 0 850
= Intersection of the thread is impossible 25,5 HRC
= Very high trueness r -
= Increased strength of the thread N &
= Higher surface quality AR co‘;l“i_‘ns;";nd
= Much higher cutting speed tricaton

o o

W i

@D2

2D2
L1 L1

L2

, 7

@D Shank: DIN 376 Shank: DIN 371

D102L1L2Dl
7

UNFNo2x64 218 28 45 21 2,02
UNFNo4x48 285 35 56 11 27 262
UNFNo6x40 351 40 5 12 30 322
UNFNo8x36 417 45 63 13 34 385
UNFNo10x32 483 60 70 15 49 445
UNF1/4x28 635 70 80 17 55 595
UNF5/16x24 794 80 90 17 62 745
UNF3/8x24 953 100 90 18 80 9,05
UNF7/16x20 11,11 80 100 22 62 10,55
UNF1/2x20 12,70 90 100 22 7,0 1215
UNF5/8x18 1588 120 100 22 90 1525
UNF3/4x16 19,05 140 110 25 11,0 1835

G 8 12 NPT NPS  RC F& RD Camera Techn,
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nlense 1/4% Combined-Bit-Taps

Unified fine thread / ANSI B1.1

Efficient internal thread Kombi-Bit-Taps
cutting with batterypowered for through holes
screwdriver (min. 7,5 Volt). N .
: A f_'-k
Core hole drilling and thread e *{j !r_)"'
tapping in one fluent process. m'r';mg,; m];’s G ool C';nbmed
upto1xD (ke picture) form
Application: TOL
non abrasive material j
up to 600 N/mm? '“S‘S‘;’;f' 2B o600 N/mm
¢ unalloyed and low P i L~
alloyed steel V.

outside
4-5threads  cooling and
lubrication

O

1/4*

B

1
@D2
m ot b2 u O
UNF No 4 x 48 2,85 2,4 36 1/4"
UNF No 5 x 44 3,18 2,7 36 1/4"
UNF No 6 x 40 3,51 3,0 39 1/4"
UNF No 8 x 36 417 3,5 39 1/4"
UNF No 10 x 32 483 41 4 1/4"
UNF No 12 x 28 5,49 47 4 1/4"
UNF 1/4x 28 6,35 55 44 1/4"
UNF 5/16 x 24 79 69 50 1/4"
UNF 3/8 x 24 9,53 8,5 59 1/4"
102 m m (ng) UNC . s uner B 02 esw Bse TR WP OMESORC gy wope 8RB wm %"J‘;g[ﬁ VG Tools . fechm.



RRlinlense Round Di
TECNICHE DI ASSEMBLAGGIO oun Ies

m Unified fine thread / ANSI B1.1
Round Dies Round Dies  Round Dies

for general use  for general use for stainless

Left Hand steels
material: material: material:
HSS 28 HSS 2 HSSE 28
Chamfer: right hand Chamfer: right hand Chamfer: right hand
1,5 threads thread 1,5 threads thread 1,5 threads thread
=
s
= = ;!
2 (=)
i
with
spiral entry

D1 | | @D

el |
m D DI H D2
UNF NR. 0 x 80 1,52 16 5 1,47
UNF NR. 1 x 72 1,85 16 5 1,79
UNF NR. 2 x 64 2,18 16 5 2,12
UNF NR. 3 x 56 252 16 5 244
UNF NR. 4 x 48 285 20 5 2,77
UNF NR.5 x 44 3,18 20 5 310
UNF NR. 6 x 40 3,51 20 5 342
UNF NR. 8 x 36 417 20 7 4,08
UNF NR. 10 x 32 483 20 7 473
UNF NR. 12 x 28 549 20 7 538
UNF 1/4 x 28 6,35 20 7 624
UNF 5/16 x 24 794 25 9 782
UNF 3/8 x 24 953 30 11 941
UNF 7/16 x 20 11,11 30 11 10,98
UNF 1/2 x 20 12,70 38 10 12,56
UNF 9/16 x 18 1429 38 10 14,14
UNF 5/8 x 18 1588 45 14 1573
UNF 3/4 x 16 19,05 45 14 18,89
UNF7/8 x 14 2223 55 16 22,05
UNF 1" x 12 2540 55 16 25,21
UNF1" x 14 2540 55 16 25,23
UNF1.1/8 x 12 28,58 65 18 28,38
UNF1.1/4x12 31,75 65 18 31,55
UNF1.3/8 x 12 3493 65 18 34,73
UNF1.1/2x12 3810 65 18 37,90
UNF 1.1/2 x 12 3810 75 20 37,90

G 8 12 NPT NPS RC FG RD Camera Techn.
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.|TECNICHE DI ASSEMBLAGGIO Hexagon Dle Nuts

m Unified fine thread / ANSI B1.1

Hexagon
Die Nuts
for general use

TOL

material:
HSS 2

o (Y

Chamfer: right hand
1,5 threads thread

\
7
N
N
s

@01 | | 2D

r
N~
|
l

<=
wl |||

D D1 H D2
UNF 1/4 x 28 6,35 19 7 624
UNF 5/16 x 24 7,94 22 9 782
UNF 3/8 x 24 9,53 27 1 9#
UNF 7/16 x 20 11,11 27 11 10,98
UNF1/2x 20 12,70 36 10 12,56
UNF 9/16 x 18 14,29 36 10 14,14
UNF5/8 x 18 15,88 41 14 1573
UNF 3/4x 16 19,05 4 14 18,89
UNF7/8x 14 22,23 50 16 22,05
UNF1" x 12 25,40 50 16 25,21
UNF1.1/8 x 12 28,58 60 18 28,38
UNF 1.1/4 x 12 31,75 60 18 31,55
UNF 1.3/8 x 12 34,93 60 18 34,73
UNF 1.1/2x 12 38,10 70 20 37,90

104 m m (ng) UNC . s uner B 02 esw Bse TR WP OMESORC gy wope 8RB wm %"J‘;g[ﬁ VG Tools . fechm.
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cNIC

Unified thread with special / threads per inch (TPI)

LENSE Machine Taps and Round Dies

© Tap for machine use in Machine Taps Round Dies
through hole and blind hole. Form C for through for general use
(@ The short lead-in chamfer holes and blind holes
makes that tap universal in f] [ El J_,/_, TOL
application. The flutes can ] | T o’ |
hold the most part of the T oo e o
chips. —. C\
Nimm? ra AVLELN
TOL HRC
Chamfer: right hand

material:
HSSG

to 900 N/mm?
27,1 HRC

1,75 threads thread

2B

ey

_ Y-
outside

cooling and
lubrication

2-3 threads

T
o1 ||l
|

Ak

roparatery é

@D2

m D

diameter

“op  Shank: IO 529

L1 D1 H D2
UNS1/4x24 635 63 66 19 50 540 UNS 1/4x 24 6,35 20 7 6,24
UNS1/4x36 635 63 66 19 50 570 UNS 1/4 x 36 6,35 20 ) 6,26
UNS1/4x40 635 63 66 19 50 575 UNS 1/4 x 40 6,35 20 5 6,27
UNS3/8x27 953 100 80 24 80 8,35 UNS 3/8 x 27 953 30 11 94
UNS7/16x24 11,11 80 85 25 6,3 10,10 UNS 7/16 x 24 11,11 30 11 11,00
UNS1/2x24 12,70 90 89 29 71 11,75 UNS 1/2 x 24 12,70 38 10 12,59
UNS5/8x27 1588 125 102 32 10,0 14,70 UNS 5/8 x 27 1588 45 14 1576
UNS 3/4x24 19,05 140 112 37 11,2 18,00 UNS7/8x 18 2223 55 16 22,08
UNS7/8x18 2223 160 118 38 125 21,00 UNS 1" x 14 2540 55 16 2523
UNS1"x14 2540 18,0 130 45 140 23,75

M MF (ng) UNC  UNF . uver & 2 esw BsF TR T NS RO e w oee g M (cﬁjggg; VG Toos reehm 105



inmlense

TECNICHE DI ASSEMBLAGGIO

m Unified extra fine thread / ANSI B1.1

Efficient internal thread cutting.

The short structural type of the
Hand Tap Sets makes that tap
usable by hand. The Short-
Machine-Tap is also usable by
machine.

A Hand-Tap-Set
includes 2 taps:
b Taper Tap
{C% Finish Tap

Shank: ISO 529

@D

D1 D2 L1
UNEF No 12 x 32 549 56 62 17 45 475
UNEF 1/4 x 32 635 63 66 19 50 560
UNEF 5/16 x 32 79 80 72 22 63 720
UNEF 3/8 x 32 953 100 80 24 80 880
UNEF 7/16 x 28 1,11 80 8 25 63 1025
UNEF 1/2 x 28 1270 90 89 29 71 11,80
UNEF 9/16 x 24 1429 112 95 30 90 13,30
UNEF 5/8 x 24 15,88 12,5 102 32 10,0 14,90
UNEF 11/16 x 24 17,46 140 112 37 112 16,50
UNEF 3/4 x 20 19,05 140 112 37 112 17,75
UNEF 13/16 x 20 20,64 16,0 118 38 125 19,50
UNEF 7/8 x 20 22,23 16,0 118 38 125 21,00
UNEF 15/16 x 20 23,81 18,0 130 45 140 2250
UNEF 1" x 20 25,40 16,0 130 45 140 2425
UNEF 1.1/16 x 18 26,99 20,0 138 48 16,0 2570
UNEF 1.1/8 x 18 28,58 20,0 138 48 16,0 27,25
UNEF 1.3/16 x 18 30,16 224 151 51 18,0 28,75
UNEF 1.1/4 x 18 31,75 22,4 151 51 18,0 30,50
UNEF 1.5/16 x 18 33,34 250 162 57 20,0 32,00
UNEF 1.3/8 x 18 34,93 250 162 57 20,0 33,50
UNEF 1.7/16 x 18 36,51 28,0 170 60 22,4 3520
UNEF 1.1/2x 18 38,10 28,0 170 60 22,4 36,80
UNEF 1.9/16 x18 39,69 28,0 170 60 22,4 3840
UNEF 1.5/8 x 18 4128 28,0 170 60 22,4 40,00
UNEF1.11/16x18 42,86 315 187 67 250 41,50
UNEF 1.3/4 x 18 44,45 315 187 67 250 43,00
UNEF 2" x 18 50,80 355 200 70 28,0 49,50
106 M MF @i UNC UV UNS . &

Hand Tap Sets
for general use

| &

through holes  ¢pip removal

& blind holes

upto2xD (ke picture)

material:
HSSG

2B

-

outside
cooling and
lubrication

2-3 threads

L]

NPT

BSW BSF NPTE

TR

[

Form C

straight flutes

0 900 N/mm?

27,1 HRC

NPS
NPSM

RC
RP

Hand Tap Sets and Machine Taps

Machine Taps
Form C for through
holes and blind holes

| 4 -
i I r
8 S
S W] Bt #
tgrgﬁgg I?gleess Chipremoval  Form C
upto2xD (like picture) straight flutes

material: to 900 N/mm?

2B

HSSG 27,1 HRC
- L 5
-
- -
., e
outside
2-3threads  cooling and
lubrication
|
:
BA W pg Jf& RD Camera Techn.

gsc RMS MM mripog) V& TOOS niormation



RRlinlense Round Di
TECNICHE DI ASSEMBLAGGIO oun Ies

m Unified extra fine thread / ANSI B1.1

Round Dies
for general use

TOL
terial:
e

Chamfer: right hand
1,5 threads thread

D1 } } @D ..f‘r ’

preparatory
diameter

@D2

‘zzz

H D2
UNEF No 12 x 32 5,49 20 7 5,39
UNEF 1/4 x 32 6,35 20 7 6,25
UNEF 5/16 x 32 7,94 25 9 7,84
UNEF 3/8 x 32 9,53 30 11 942
UNEF 7/16 x 28 1,11 30 11 11,00
UNEF 1/2 x 28 12,70 38 10 12,59
UNEF 9/16 x 24 1429 38 10 14,17
UNEF 5/8 x 24 15,88 45 14 15,75
UNEF 11/16 x 24 17,46 45 14 17,33
UNEF 3/4 x 20 19,05 45 14 18,91
UNEF 13/16 x 20 20,64 55 16 20,50
UNEF 7/8 x 20 2223 55 16 22,09
UNEF 15/16 x 20 23,81 55 16 23,67
UNEF 1" x 20 2540 55 16 25,26
UNEF 1.1/16 x 18 2699 65 18 26,84
UNEF 1.1/8 x 18 28568 65 18 28,58
UNEF 1.3/16 x 18 30,23 65 18 30,16
UNEF 1.1/4 x 18 31,75 65 18 31,75
UNEF 1.5/16 x 18 33,34 65 18 33,34
UNEF 1.3/8 x 18 3493 65 18 34,93
UNEF 1.7/16 x 18 36,51 75 20 36,51
UNEF 1.1/2x 18 38,10 75 20 38,10

G 8 12 NPT~ NPS RC FG RD Camera Techn.
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Rinlense Hand Tap Sets and Machine Taps

m Unified thread series with 8-threads per inch (TPI)

Efficient internal thread cutting. Hand Tap Sets Machine Taps
The short structural type of the for general use Form C for through
Hand Tap Sets makes that tap holes and blind holes

usable by hand. The Short- T f I il /;?
Machine-Tap is also usable by E - S ,»-/ | E - A J_/

machine. tgrﬁh’ﬁg #00':: Chipremoval ~ Form C tgrgﬁgg‘ I?gleess Chipremoval  Form C
upto2xD (ke picture) —straight flutes upto2xD (ke picture) straight flutes

A Hand-Tap-Set TOL LRGTS TOL BALE
includes 2 taps: HRC HRC
material: B 10 900 N/mm? material: 28 to 900 N/mm?
b Taper Tap HSSG 27,1HRC HSSG 27,1 HRC
H—. ey r Y | 4
{Cb Finish Tap ' A ' -,
. &~ . Y-
NP e PP,
outside outside
2-3threads  cooling and 2-3threads  cooling and
lubrication lubrication

L1

. K |
] ’s

I =N 7 §
ank: 1SO 529 = =

D1 DzL1L2Dl

UN1.1/16x 8 26,99 20,0 138 48 16,0 23,90
UN1.1/8x8 28,58 20,0 138 48 16,0 25,50
UN1.3/16x 8 30,16 22,4 151 51 18,0 27,10
UN1.1/4x8 31,75 22,4 151 51 18,0 28,75
UN1.5/16x8 33,34 25,0 162 57 20,0 30,30
UN1.3/8x8 34,93 250 162 57 20,0 31,75
UN1.1/2x8 38,10 28,0 170 60 22,4 35,00
UN15/8x8 4128 28,0 170 60 22,4 38,00
UN1.3/4x8 4445 315 187 67 250 41,50
UN1.7/8x8 47,63 31,5 187 67 250 44,50
UN2"x8 50,80 355 200 70 28,0 47,75
UN2.1/8x8 53,98 355 200 70 28,0 50,90
UN21/4x8 57,15 40,0 221 76 31,5 54,00
UN21/2x8 63,50 40,0 224 79 31,5 60,40
UN23/4x8 69,85 450 234 79 355 66,70
UN3"x8 76,20 50,0 258 83 40,0 73,10
UN3.1/4x8 82,55 50,0 261 86 40,0 79,40
UN3.1/2x8 88,90 50,0 261 86 40,0 8580
UN3.3/4x8 95,25 56,0 279 89 450 92,10
UN4"x8 101,60 56,0 279 89 450 98,50

Techn.
(ripod) VG TOOIS jncormation

G 12 NPT NPS  RC FG RD Camera
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.zl ENSE Round Dies and Hexagon Die Nuts

m Unified thread series with 8-threads per inch (TPI)

Round Dies Hexagon
for general use Die Nuts
for general use
TOL TOL
4
maHtgrsiaI: 2A mell:grsialz medium
Chamfer: right hand Chamfer: right hand
1,75 threads thread 1,5 threads thread
H H

]
||
f
\
7
\
I

[ [
op1 || | oD F @p1 | | 2D
| \ ' __

.

oD2 ‘ preparatory é "./ 202 ‘ preparatory

r
A\
\
\
\

diameter diameter

D DI H D2

zz22~

UN1.1/8x 8 2858 60 25 28,33
UN1.1/8x 8 2858 65 25 2833 e 3175 60 25 3151
UN1.1/4x8 31,75 65 25 31,51 UN1.3/8x8 3493 60 25 3468
UN1.3/8x8 3493 65 25 34,68 UN1.1/2x8 3810 60 25 37,85
UN1.1/2x8 3810 75 20 3785 UN15/8x8 428 70 30 4109
UN1.3/4x8 45 90 22 4420 UN1.3/4x8 4445 85 36 4420
UN2EYE SUEY BY 2R Gl UN1.7/8x8 4763 85 22 47,38
UN2"x8 50,80 85 22 50,55

UN2.1/8x8 5398 85 22

UN2.1/4x8 57,15 100 22

UN2.1/2x8 6350 115 22

G 12 NPT NPS RC FG RD Camera Techn.
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INIENSE Hand Tap Sets and Machine Taps

Unified thread series with 12-threads per inch (TPI)

Efficient internal thread cutting. Hand Tap Sets Machine Taps
The short structural type makes for general use Form C for through
that tap usable by hand. The holes and blind holes

Short-Machine-Tap is also
usable by machine.

102 HlU »2

through holes ¢ removal ~ Form © through holes  chip removal ~ Form C

&ul[))h‘r;dzh)? [e)s (like picture)  straight flutes &UE"{;”Z“Q SS (like picture) straight flutes

A Hand-Tap-Set
includes 2-3 taps:

TOL Nimm?

Nimm?
HRC TOL :

HRC

material: 28 bis 750 material: 28 to 900 N/mm?

@ Taper Tap HSSG N/mm? HSSG 27,1 HRC
(Intermediate Tap) oy W v W
. =y . L=

] _ ey _ ey
¢C% Finish Tap
outside outside

2-3threads  cooling and 2-3threads  cooling and
lubrication lubrication

‘ O

I

@D2
L1

ﬂ
o

oD Schaftnorm:2184-2

m D1D2L1L2|:|!

UN1/2x12 1270 90 75 25 7,0 10,65
UN5/8x12 1588 120 80 25 9,0 13,80
UN11/16x12 17,46 140 80 25 11,0 1540
UN 3/4x12 19,05 140 80 25 11,0 17,00
UN13/16x12 2064 160 80 25 120 18,60
UN7/8x12 2223 180 80 25 145 20,20
UN15/16x12 2381 180 90 25 145 21,80
UN1.1/16x12 26,99 200 90 28 160 24,90
UN1.3/16x12 30,16 220 90 28 180 28,10
UN15/16x12 33,34 280 125 32 220 31,30
UN1.7/16x12 3651 280 125 32 220 34,50
UN1.5/8 x 12 41,28 32,0 125 32 240 39,20
UN1.3/4x12 4445 36,0 125 32 290 4240
UN1.7/8 x 12 47,63 36,0 140 32 290 45,60
UN2x12 50,80 40,0 140 32 320 4875
UN2.1/8x12 5398 355 200 70 280 51,90
UN2.1/4x12 57,15 40,0 221 76 31,5 5510
UN21/2x12 63,50 40,0 224 79 315 61,50
UN 2.3/4 x 12 69,85 450 234 79 355 67,80
UN 3" x12 76,20 50,0 258 83 40,0 74,20
UN 3.1/4 x 12 82,55 50,0 261 86 40,0 80,50
UN3.1/2x12 88,90 50,0 261 86 40,0 86,90
UN3.3/4x12 9525 56,0 279 89 450 93,20
UN4"x12 101,60 56,0 279 89 450 99,60

PSSRy -

.{H
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IMENSE R d Di
TECNICHE DI ASSEMBLAGGIO oun Ies

Unified thread series with 12-threads per inch (TPI)

Round Dies
for general use

TOL

medium

Chamfer: right hand
1,75 threads thread

material:
SS

’E B
2D1 } } 2D ".

‘ preparatory é 3 (/

diameter

@D2

UN1.1/16x 12 2699 65 18 26,80
UN1.5/16x 12 3334 65 18 3315
UN 1.5/8 x 12 4128 75 20 41,09
UN1.3/4x12 4445 90 22 44,26
UN2"x12 50,80 90 22 50,61

G 8 NPT NPS RC FG RD Camera Techn.
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R2inlenSEe Thread Cutting Kits with Taps, Dies and Tools

m British standard BS 84 whitworth coarse thread
=

BAER Hand-Tap Sets, Round
Dies and Tools Sets
(example picture)

,h;'-h
“]Hmi i e
¢ OPP@DPDREE® o

— J'Ft: ﬁ e
_ __‘V
,——-—r—'t«-_— S -,
- " T —

BAER Set BSW 1/8“ - 1/2¢
HSSG Hand Tap Sets & HSS Round Dies & Tools
BAER HSSG Hand Tap Sets (3 parts)  BSW 1/8 x 40 | BSW 3/16 x 24 | BSW 1/4 x 20 | BSW 5/16 x 18 | BSW 3/8 x 16 | BSW 7/16 x 14 | BSW 1/2 x 12

BAER HSS Round Dies BSW 1/8 x 40 | BSW 3/16 x 24 | BSW 1/4 x 20 | BSW 5/16 x 18 | BSW 3/8 x 16 | BSW 7/16 x 14 | BSW 1/2 x 12
BAER adjustable Tap Wrenches - M1-1011/16-3/81G1/8 & M4-1215/32-1/21G1/8

zinc die cast

BAER Die Stocks - zinc die cast 20x5120x7125x9130x11138x14

Screw extractor

BAER Set BSW 1/4“ - 1/2¢
HSSG Hand Tap Sets & HSS Round Dies & Tools
BAER HSSG Hand Tap Sets (3 parts) BSW 1/4 x 20 | BSW 5/16 x 18 | BSW 3/8 x 16 | BSW 7/16 x 14 | BSW 1/2 x 12

BAER HSS Round Dies BSW 1/4 x 20 | BSW 5/16 x 18 | BSW 3/8 x 16 | BSW 7/16 x 14 | BSW 1/2 x 12
BAER adjustable Tap Wrenches - M1-1011/16-3/81G1/8 & M4-1215/32-1/21G1/8

zinc die cast

BAER Die Stocks - zinc die cast 20x7125x9130x11138x14

Screw extractor

BAER Set BSW 1/4“ - 3/4%
HSSG Hand Tap Sets & HSS Round Dies & Tools
BAER HSSG Hand Tap Sets (3 parts) BSW 1/4 x 20 | BSW 5/16 x 18 | BSW 3/8 x 16 | BSW 7/16 x 14 | BSW 1/2 x 12 | BSW 5/8 x 11 | BSW 3/4 x 10

BAER HSS Round Dies BSW 1/4 x 20 | BSW 5/16 x 18 | BSW 3/8 x 16 | BSW 7/16 x 14 | BSW 1/2 x 12 | BSW 5/8 x 11 | BSW 3/4 x 10
BAER adjustable Tap Wrenches - M1-1011/16-3/81G1/8 & M5-2017/32-3/4“1G 1/8-1/2

zinc die cast

BAER Die Stocks - zinc die cast 20x7125x9130x11138x14145x18

Screw extractor

BAER Set BSW 1/4% - 1¢
HSSG Hand Tap Sets & HSS Round Dies & Tools

BAER HSSG Hand Tap Sets (3 parts)  BSW 1/4 x 20 | BSW 5/16 x 18 | BSW 3/8 x 16 | BSW 7/16 x 14 | BSW 1/2 x 121 BSW 5/8 x 11 | BSW 3/4x 10|
BSW7/8x91BSW 1“x8

BAER HSS Round Dies BSW 1/4 x 20 | BSW 5/16 x 18 | BSW 3/8 x 16 | BSW 7/16 x 14 | BSW 1/2 x 12 | BSW 5/8 x 11 | BSW 3/4x 10 |
BSW7/8x91BSW1“x 8

BAER adjustable Tap Wrenches - M1-1011/16-3/81G1/8 & M11-2717/16-1“1G 1/4-3/4

zinc die cast

BAER Die Stocks - zinc die cast 20x7125x9130x11138x14145x18155x22

Screw extractor

BAER Set BSW 1/4“ - 1.1/2¢
HSSG Hand Tap Sets & HSS Round Dies & Tools

BAER HSSG Hand Tap Sets (3 parts)  BSW 1/4 x 20 | BSW 5/16 x 18 | BSW 3/8 x 16 | BSW 7/16 x 14 | BSW 1/2 x 121 BSW 5/8 x 11 | BSW 3/4x 10|
BSW7/8 x9BSW 1“x 8 BSW 1.1/8“ x 7 | BSW 1/1.4“ x 7 | BSW 1.3/8“ x 6 | BSW 1.1/2“ x 6

BAER HSS Round Dies BSW 1/4 x 20 | BSW 5/16 x 18 | BSW 3/8 x 16 | BSW 7/16 x 14 | BSW 1/2 x 12 | BSW 5/8 x 11 | BSW 3/4 x 10 | BSW
7/8x91BSW1“x81BSW1.1/8“x7 | BSW 1/1.4“ x 7 | BSW 1.3/8“ x 6 | BSW 1.1/2“ x 6

BAER adjustable Tap Wrenches - M1-1011/16-3/81G1/8 & M5-2017/32-3/41G1/8-1/2 & M13-3211/2-1.1/4“1G 1/4-1¢

zinc die cast

BAER Die Stocks - zinc die cast 20x7125x9130x11138x14145x18155%x22165x25

Screw extractor

G 8 12 NPT NPS  RC F& RD Camera Techn,
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MMMENSE R d Di
ECNICHE DI ASSEMBLAGGIO oun Ies

British standard BS 84 whitworth coarse thread

BAER Short Machine Taps und Round Dies Sets BSW 1/4“ - 1/2*
(example picture)

BAER Set BSW 1/4“ - 1/2¢ : e
HSSG Short Machine Taps & Drill bits for core holes / / i ﬁ‘r:}
HSS Round Dies V. , v
BAER HSSG Short Machine Tap Form D for

through hole & blind hole (up to 4 x D)
BAER HSSG Drill bits for core holes 51mm!|65mm!|7,9mm|93mml10,5mm

BSW 1/4x 20 | BSW 5/16 x 18 | BSW 3/8 x 16 | BSW 7/16 x 14 | BSW 1/2 x 12

BAER HSS Round Dies BSW 1/4 x 20 | BSW 5/16 x 18 | BSW 3/8 x 16 | BSW 7/16 x 14 | BSW 1/2 x 12

G 8 12 NPT  NPS RC FG RD Camera Techn.
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Rinlense Hand Tap Sets

m British standard BS 84 whitworth coarse thread

Efficient internal thread cutting. Short Machine Taps Hand Tap Sets Hand Tap Sets

The short structural type makes Form D for through for general use for general use

that tap usable by hand. The holes and blind holes Left Hand

Short-Machine-Tap is also /;’? il n /;f? T j?

usable by machine. : : v,/ il E o - // _ E _ ; //
tgrgﬁ'rgg ,?&I:ss Chip removal ~ Form C tgrgllijr?gml:ss Chipremoval  Form® tg"gﬁ'{?gr':&fss Chipremoval ~ Form®

upto1,5xD (like picture) straight flutes upto2xD (like picture) ~straight flutes upto2xD (like picture) straight flutes

A Hand-Tap-Set

includes 3 taps: TOL LKL TOL TOL GG
@ HRC j j HRC

Taper Ta o , o . o :

o

{5} Intermediate Tap

v B e B B
{G» Finish Tap . = = O = C\ = V/>

outside outside outside
3-4threads  cooling and 2-3threads  cooling and 2-3threads  cooling and
lubrication lubrication lubrication

&

@D2

@LZ
1

@D Shank: DIN 2181

Mmozuuﬂl

BSW1/16x60 1,59 25 36 10 21 1,20
BSW3/32x48 238 28 36 10 21 1,90
BSW 1/8 x 40 318 35 40 12 27 260
BSW5/32x32 397 45 45 14 34 320
BSW3/16x24 476 60 50 18 49 3,80
BSW7/32x24 55 60 50 18 49 460
BSW 1/4x 20 635 60 50 19 49 510
BSW5/16x18 794 60 56 22 49 6,50
BSW 3/8 x 16 953 70 70 24 55 790
BSW7/16x14 11,11 80 70 24 62 930
BSW1/2x12 1270 90 75 29 7,0 10,50
BSW9/16x12 1429 110 80 30 90 12,00
BSW 5/8 x 11 1588 120 80 32 90 1350
BSW3/4x10 1905 140 95 40 11,0 16,50
BSW 7/8 x9 22,23 180 100 40 145 19,50
BSW1"x8 2540 180 110 50 145 22,00
BSW1.1/8x7 2858 220 132 5 18,0 25,00
BSW1.1/4x7 31,75 220 132 56 18,0 28,00
BSW1.3/8x6 3493 280 150 63 220 30,50
BSW1.1/2x6 38,10 320 150 63 24,0 33,50
BSW15/8x5 41,28 320 160 70 24,0 35,50
BSW1.3/4x5 44,45 360 160 70 29,0 39,00
BSW1.7/8x4,5 47,63 360 190 80 29,0 41,50
BSW2"x4,5 50,80 400 190 80 32,0 44,50
BSW21/4x4 57,15 450 220 80 350 50,00
BSW21/2x4 6350 500 220 80 39,0 56,50
BSW23/4x35 6985 500 240 80 39,0 62,00
BSW3"x35 7620 500 260 80 39,0 68,00

T T SO
—
pus gy
—
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iinlense Machine Taps for through holes und blind holes

m British standard BS 84 whitworth coarse thread

Tap for machine use in through Machine Tap Machine Tap
hole and blind hole. for general use for general use
in through hole in blind hole
T E || 1 f HTE || i f
| i ] 15 /)9 | i ] 15} /)9
L i L L i )
through holes  Chip removal  Form B with blind holes  Chip removal  Form C 35°
upto4xD (ke picture)  spiral point upto3xD (ike picture)  spiral flute
TOL Nimm? TOL Nimm?
j HRC j HRC
O gy OO T gy 20N
- | 4 PV VI
- -
. fa——y i N e
_ e _ Y Ve
outside outside
4-5threads  cooling and 2-3threads  cooling and
o Iubrication lubrication

| |
=i 2|8 2§ =\
loD3| L g 3 3 3 S
1 3 { f‘
‘00 ) Shank: DIN 376 ap Shank: DIN 371 . é

D1|32L1|_2D.r D1 D2 L1 L2 [
DIN 371 DIN 371
BSW 1/8 x 40 3,18 35 56 11 2,7 2,60 3,18 35 56 7 2,7
BSW5/32x32 397 45 63 13 34 3,20 397 45 63 7 3,4
BSW3/16x24 4,76 6,0 70 15 49 3,80 4,76 6,0 70 10 49
BSW 1/4x 20 6,35 7,0 80 17 55 5,10 6,35 7,0 80 13 55
BSW5/16x18 7,94 8,0 90 20 6,2 6,50 794 80 90 14 6,2
BSW 3/8 x 16 953 90 100 22 7,0 7,90 953 90 100 16 7,0
BSW7/16x14 11,11 11,0 100 22 9,0 9,30 11,11 11,0 100 17 9,0
BSW1/2x12 12,70 120 110 25 90 10,50 12,70 120 110 20 9,0
DIN 376 DIN 376
BSW 1/4 x 20 6,35 4,5 80 17 34 5,10 6,35 45 80 13 34
BSW5/16x18 7,94 6,0 90 20 49 6,50 794 6,0 90 14 4,9
BSW 3/8 x 16 953 7,0 100 22 55 7,90 953 7,0 100 16 55
BSW7/16x14 11,11 8,0 100 22 6,2 9,30 11,11 8,0 100 17 6,2
BSW1/2x 12 12,70 9,0 110 25 7,0 10,50 12,70 90 110 20 7,0
BSW9/16x12 1429 11,0 110 26 9,0 12,00 1429 11,0 110 20 9,0
BSW 5/8 x 11 15,88 12,0 110 27 90 13,50 1588 120 110 22 9,0
BSW3/4x10 19,05 140 125 30 11,0 16,50 19,05 140 125 25 110
BSW 7/8 x 9 22,23 180 140 32 145 19,50 22,23 18,0 140 27 145
BSW1"x 8 2540 20,0 160 36 16,0 22,00 25,40 20,0 160 30 16,0
BSW1.1/4x7 31,75 220 180 40 18,0 28,00 31,75 22,0 180 35 18,0
BSW1.3/8x6 3493 280 200 50 220 30,50 34,93 28,0 200 40 22,0
BSW1.1/2x6 38,10 320 200 50 240 33,50 38,10 32,0 200 40 24,0

Information
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.lTECNICHE DI ASSEMBLAGGIO Hexagon Dle Nuts

m British standard BS 84 whitworth coarse thread

Round Dies Round Dies
for general use for general use
Left Hand
TOL TOL
|
mf:it&s}rsialz oA me:itgrsialz oA
wo (Y W)
Chamfer: right hand Chamfer: right hand
1,5 threads thread 1,5 threads thread

o T 7y, 22

el |

m D DI H D2
BSW 1/16 x 60 1,59 16 5 1,51
BSW 3/32 x 48 2,38 16 5 2,3
BSW 1/8 x 40 3,18 20 5 3,09
BSW 5/32 x 32 3,97 20 5 3,88
BSW 3/16 x 24 4,76 20 7 4,66
BSW 7/32 x 24 5,56 20 7 5,46
BSW 1/4 x 20 6,35 20 7 6,24
BSW 5/16 x 18 7,94 25 9 7,82
BSW 3/8 x 16 9,53 30 1 9,4
BSW 7/16 x 14 11,11 30 11 10,98
BSW 1/2 x 12 12,7 38 14 12,56
BSW 9/16 x 12 14,29 38 14 1414
BSW 5/8 x 11 15,88 45 18 1572
BSW 3/4 x 10 19,05 45 18 18,89
BSW 7/8 x9 22,23 55 22 22,1
BSW1" x 8 25,4 55 22 2527
BSW1.1/8 x 7 28,58 65 25 28,44
BSW1.1/4x7 31,75 65 25 31,61
BSW 1.3/8 x 6 3493 65 25 34,77
BSW1.1/2x 6 38,1 65 25 37,95
BSW1.1/2x6 38,1 75 30 37,9
BSW 1.5/8 x 5 41,28 75 30 41,11
BSW1.3/4x5 44,45 90 36 44,28
BSW 1.7/8 x 4,5 47,63 90 36 47,46
BSW 2" x 4,5 50,8 90 36 50,63
BSW2.1/4x 4 57,15 105 36 56,98
BSW2.1/2x4 63,5 105 36 63,34
BSW 2.3/4 x 3,5 69,85 120 36 69,68
BSW 3" x 3,5 76,2 120 36 76,03

116 M MF g UNC UNF UNS UNEF S 2 NPT NPS  RC 6 RD Camera Techn,
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iinlense Machine Taps for through holes und blind holes

m British standard BS 84 whitworth coarse thread

Hexagon Die Nuts
for general use

TOL
4

material:
HSS 2

Chamfer: right hand
1,5 threads thread

\
_7
\

D1 } @D ( 3
- LS
p— ~re

preparatory
diameter

r

N~
|
l

‘o

D D1 H D2
BSW 1/8 x 40 318 20 5 3,09
BSW 3/16 x 24 476 20 7 4,66
BSW 1/4 x 20 6,35 20 7 6,24
BSW 5/16 x 18 794 25 9 782
BSW 3/8 x 16 953 30 11 940
BSW 7/16 x 14 1,11 30 11 10,98
BSW 1/2 x 12 12,70 38 14 12,56
BSW 9/16 x 12 14,29 38 14 14,14
BSW 5/8 x 11 15,88 45 18 15,72
BSW 3/4 x 10 19,05 45 18 18,89
BSW 7/8 x 9 2223 55 22 2210
BSW 1" x 8 2540 55 22 2527
BSW1.1/8 x7 28,58 65 25 28,44
BSW1.1/4x 7 31,756 65 25 31,61
BSW 1.3/8 x 6 3493 65 25 34,77
BSW 1.1/2x 6 38,10 65 25 37,95
BSW 2" x 4,5 50,80 90 36 50,63
BSW 2.1/4x 4 57,15 105 36 56,98
BSW21/2x 4 63,50 105 36 63,34
BSW 2.3/4 x 3,5 69,85 120 36 69,68
BSW 3" x 3,5 76,20 120 36 76,03

G 8 12 NPT NPS RC FG RD Camera Techn.
M MF (BSP) UNC UNF UNS UNEF yn n .BSF TR NpTE NPSM  RP BA W PG pgop pys MNI (Tripod) VG Tools | ciation 117



k2inlensSe Thread Cutting Kits with Taps, Dies and Tools

m British standard BS 84 whitworth coarse thread

BAER Hand-Tap Sets, Round Dies and Tools Sets
(example picture)

U]ﬂi L
¢ DOPPEPDPD@®eF o

- _ — =

O M
e —

""--"‘: _@.—:

BAER Set BSF 1/4“ - 1/2¢
HSSG Hand Tap Sets & HSS Round Dies & Tools
BAER HSSG Hand Tap Sets (2 parts)  BSF 1/4 x 26 | BSF 5/16 x 22 | BSF 3/8 x 20 | BSF 7/16 x 18 | BSF 1/2 x 16

BAER HSS Round Dies BSF 1/4 x 26 | BSF 5/16 x 22 | BSF 3/8 x 20 | BSF 7/16 x 18 | BSF 1/2 x 16
BAER adjustable Tap Wrenches - M1-1011/16-3/81G1/8 & M4-1215/32-1/21G1/8

zinc die cast

BAER Die Stocks - zinc die cast 20x7125x9130x11138x10

Screw extractor

BAER Set BSF 1/4* - 3/4“
HSSG Hand Tap Sets & HSS Round Dies & Tools
BAER HSSG Hand Tap Sets (2 parts)  BSF 1/4 x 26 | BSF 5/16 x 22 | BSF 3/8 x 20 | BSF 7/16 x 18 | BSF 1/2 x 16 | BSF 5/8 x 14 | BSF 3/4 x 12

BAER HSS Round Dies BSF 1/4 x 26 | BSF 5/16 x 22 | BSF 3/8 x 20 | BSF 7/16 x 18 | BSF 1/2 x 16 | BSF 5/8 x 14 | BSF 3/4 x 12
BAER adjustable Tap Wrenches - M1-1011/16-3/81G1/8 & M5-2017/32-3/41G 1/8-1/2

zinc die cast

BAER Die Stocks - zinc die cast 20x7125x9130x11138x10145x 14

Screw extractor

BAER Set BSF 1/4* - 1¢
HSSG Hand Tap Sets & HSS Round Dies & Tools

BAER HSSG Hand Tap Sets (2 parts)  BSF 1/4 x 26 | BSF 5/16 x 22 | BSF 3/8 x 20 | BSF 7/16 x 18 | BSF 1/2 x 16 | BSF 5/8 x 14 | BSF 3/4 x 12|
BSF 7/8 x 11 1 BSF 1 x 10

BAER HSS Round Dies BSF 1/4 x 26 | BSF 5/16 x 22 | BSF 3/8 x 20 | BSF 7/16 x 18 | BSF 1/2 x 16 | BSF 5/8 x 14 | BSF 3/4 x 12 | BSF 7/8 x
11 1BSF1“x10

BAER adjustable Tap Wrenches - M1-1011/16-3/81G1/8 & M11-2717/16-1“1G 1/4-3/4

zinc die cast

BAER Die Stocks - zinc die cast 20x7125x9130x11138x10145x14155x 16

Screw extractor

BAER Set BSW & BSF 1/4“ - 3/4¢
HSSG Hand Tap Sets & HSS Round Dies & Tools

BAER HSSG Hand Tap Sets (3 parts) UNC BSW 1/4 | BSW 5/16 | BSW 3/8 | BSW 7/16 | BSW 1/2 | BSW 5/8 | BSW 3/4
BAER HSSG Hand Tap Sets (2 parts) UNF BSF 1/4 | BSF 5/16 | BSF 3/8 | BSF 7/16 | BSF 1/2 | BSF 5/8 | BSF 3/4

BAER HSS Round Dies UNC BSW 1/4 | BSW 5/16 | BSW 3/8 | BSW 7/16 | BSW 1/2 | BSW 5/8 | BSW 3/4
BAER HSS Round Dies UNF BSF 1/4 | BSF 5/16 | BSF 3/8 | BSF 7/16 | BSF 1/2 | BSF 5/8 | BSF 3/4
BAER adjustable Tap Wrenches - zinc M1-1011/16-3/81G1/8 & M5-2017/32-3/4“1G 1/8-1/2

die cast

BAER Die Stocks - zinc die cast 20x7125x9130x11138x14145x18

Screw extractor

G 8 12 NPT  NPS RC FG RD Camera Techn.
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INLENSE Machine Taps for through holes und blind holes

British standard BS 84 whitworth coarse thread

BAER Short Machine Taps und Round Dies Sets BSF 1/4“ - 1/2¢
(example picture)

BAER Set BSF 1/4“ - 1/2* _ e
HSSG Short Machine Taps & Drill bits for core holes / g i ﬁ -
HSS Round Dies Y : w

BAER HSSG Short Machine Tap Form D for  BSF 1/4 x 26 | BSF 5/16 x 22 | BSF 3/ x 20 | BSF 7/16 x 18 | BSF 1/2 x 16
through hole & blind hole (up to 4 x D)

BAER HSSG Drill bits for core holes 52mm|6,6mml|81mml95mml11 mm
BAER HSS Round Dies BSF 1/4 x 26 | BSF 5/16 x 22 | BSF 3/8 x 20 | BSF 7/16 x 18 | BSF 1/2 x 16

G 8 12 NPT  NPS RC FG RD Camera Techn.
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k2inlense short Machine Taps and Hand Tap Sets

m British standard BS 84 whitworth coarse thread

Efficient internal thread Cuttmg Short Machine Taps Hand Tap Sets
that tap usable by hand. The holes and blind holes

Short-Machine-Tap is also i1 y ! y.
il & 2 il § 2

usable by machine.

‘Q’{,’l‘,‘,?é‘ #gllgss Chip removal ~ Form C tgrglli’gg rr]‘glgss Chip removal ~ Form C
upto1,5xD (ke picture) straight flutes upto2xD (ke picture) straight flutes

A Hand-Tap-Set

includes 2 taps: TOL TOL
@ Taper Tap material: il to 900 N/mm? material: medium t0 900 N/mm?
HSSG 27,1 HRC HSSG 27,1 HRC
b Finish Tap
o r f.s:‘} Y r . ,--T:l-}
L, == _ e
outside outside
3-4 threads  cooling and 3-4 threads  cooling and
o lubrication lubrication

“op  Shank: DIN 2181

MMDZULZDU

BSF 3/16 x 32 476 60 50 14 49 390
BSF 1/4 x 26 635 60 50 18 49 530
BSF 5/16 x 22 794 60 5 22 49 6,80
BSF 3/8 x 20* 953 70 63 22 55 830
BSF7/16x18 11,11 80 63 22 62 9,70
BSF1/2x 16 1270 90 75 24 70 11,10
BSF9/16x16 1429 110 80 28 90 1270
BSF5/8 x 14 1588 120 80 28 9,0 14,00
BSF 3/4 x 12 19,056 140 95 32 11,0 16,80
BSF7/8 x 11 22,23 180 100 36 145 19,70
BSF1"x 10 25,40 18,0 110 40 145 22,70

g gy

* BSF 3/8 = Fisher thread

G 8 12 NPT~ NPS  RC FG  RD Camera Techn.
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.le“ ENSE R d Di dH Die Nut
TECNICHE DI ASSEMBLAGGIO oun Ies an exagon Ie u s

m British standard BS 84 whitworth coarse thread

Round Dies Hexagon

for general use Die Nuts
for general use
TOL TOL

4
material 0 mateal medium
Chamfer: right hand Chamfer: right hand
1,5 threads thread 1,5 threads thread
H H

I I
@D1 | | @D 7 4 aD1 || | @D
| |

.

. -

preparatory é "_,/ @02 ‘ preparatory

ob2 diameter diameter

zzz

H H D2
BSF 3/16 x 32 476 20 7 4,67 BSF 3/16 x 32 476 19 7 467
BSF 1/4 x 26 6,35 20 7 6,25 BSF 1/4 x 26 635 19 7 625
BSF 5/16 x 22 794 25 9 7,83 BSF 5/16 x 22 794 22 9 783
BSF 3/8 x 20 953 30 11 941 BSF 3/8 x 20 953 27 11 94
BSF7/16 x 18 11,11 30 11 10,99 BSF 7/16 x 18 111 27 11 10,99
BSF1/2x 16 12,70 38 10 12,57 BSF1/2x 16 1270 36 10 12,57
BSF 9/16 x 16 1429 38 10 1412 BSF9/16 x 16 1429 36 10 14,12
BSF5/8 x 14 1588 45 14 1573 BSF 5/8 x 14 1588 41 14 1573
BSF 3/4 x 12 1905 45 14 18,89 BSF 3/4 x 12 1905 41 14 18,89
BSF7/8 x 11 2223 55 22 2211 BSF7/8 x 11 2223 50 16 22,11
BSF1"x 10 2540 55 22 2528 BSF1"x 10 2540 50 16 2528

G 8 12 NPT  NPS RC FG RD Camera Techn.
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k2inlense short Machine Taps and Hand-Tap-Set

n Trapezoidal thread / DIN 103

Efficient internal thread cutting. Hand Tap Sets Hand Tap Sets
The short structural type makes for general use for general use

that tap usable by hand. The Left Hand

Short-Machine-Tap is also A /J//’/? /J//’/?

usable by machine. | i
through holes  gpip removal Form C Form C

upto1xD (ke picture) —straight flutes &up t01xD (ike picture) straight flutes

A Hand-Tap-Set

TOL Nimm?

includes 3 taps: HRE
material: to0 900 N/mm? material: to0 900 N/mm?
@ Taper Tap HSSG ™ 27,1 HRC HSSG ol 271 HRC
5% Intermediate Tap s oy
- ¥ =4 .- =
G} Finish Tap ... £ ... 22
special outside special outside
O chamfer cooling and chamfer cooling and
J lubrication lubrication

i

D2
L1

e
e

@D Shank: works standard

n D2 L1 L2D.r

TR9x 1,5 70 1000 22 55 7,60
TR10x1,5 70 1000 22 55 8,60
TR10x2 70 900 34 55 8,20
TR10x3 70 1000 40 55 7,60
TR11x2 80 1000 22 6,2 9,20
TR12x2 90 1100 25 70 10,20
TR12x3 80 1100 40 6,2 9,25
TR14x2 1,0 1100 26 90 12,20
TR14x3 10,0 1300 45 80 11,25
TR14x4 10,0 130,0 55 80 10,70
TR16x2 12,0 1100 27 90 1420
TR16x4 11,0 1400 55 90 1225
TR18x2 140 1250 27 11,0 16,20
TR18x4 12,0 150,0 55 90 1425
TR20x2 16,0 1400 27 120 18,20
TR20x 4 140 1600 55 11,0 16,25
TR22x3 18,0 1600 34 145 19,25
TR22x5 16,0 1750 65 120 17,30
TR24x3 180 1600 36 145 21,25
TR24x5 18,0 1900 65 145 19,30
TR26x 3 200 1600 36 160 2325
TR26x5 200 2100 70 160 21,30
TR28x3 220 1800 40 180 2525
TR28x5 220 2200 70 180 23,30
TR30x3 220 1800 40 180 27,25
TR30x6 220 2400 80 18,0 24,30
TR32x6 250 2550 80 20,0 26,30

G 8 12 NPT~ NPS  RC FG  RD Camera Techn.
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Rinlense

TECNICHE DI ASSEMBLAGGIO

n Trapezoidal thread / DIN 103

Machine Nut Tap with long
shank for cutting Nuts.

For all through holes up
to a max. thread depth of
1,0 x diameter.

Please note that this tap can
only take cutting forces up to
1,0 times diameter.

Machine Nut Taps

Machine Nut Taps
for general use

Through holes  chip removal

(like picture) straight flutes

In nut
upto1xD

MNimim?
™

material:

HSSG 7H to 700 N/mm?

R EYYR

-
L
‘ - T cs,f:;i:gr col;llji;sg;d:nd
j[ lubrication
|
L i
D2 g
Y.
i
; it
{
o Shank: works standard i'
n D2 L1 L2 [] w
TR8x15 6,0 90,0 55 49 6,70
TR9x2 70 1100 63 55 7,20
TR10x2 70 1100 63 55 8,20
TR10x3 70 1250 75 55 7,60
TR12x2 90 1350 75 7,0 10,20
TR12x3 80 1650 111 6,2 9,25
TR14x2 100 150 90 8,0 12,20
TR14x3 10,0 140 85 8,0 11,25
TR14x4 10,0 170 112 8,0 10,70
TR16x2 120 160 90 9,0 14,20
TR16x4 11,0 180 116 9,0 12,25
TR18x2 140 175 90 11,0 16,20
TR18x4 120 190 120 9,0 14,25
TR20x 2 16,0 185 105 12,0 18,20
TR20x4 14,0 200 124 11,0 16,25
TR22x3 16,0 220 125 12,0 19,25
TR22x4 16,0 210 130 12,0 18,25
TR22 x5 16,0 235 155 12,0 17,30
TR24x3 18,0 220 130 145 21,25
TR24x5 180 245 160 145 19,30
TR26x3 20,0 235 130 16,0 23,25
TR26x5 20,0 255 165 16,0 21,30
TR28x3 22,0 245 140 18,0 25,25
TR28 x5 22,0 265 170 18,0 23,30
TR30x3 22,0 250 140 18,0 27,25
TR30x6 22,0 290 185 18,0 24,30
TR32x6 25,0 300 191 20,0 26,30
TR36x6 280 310 200 22,0 30,50
M MF oo UNC UNF UNS UNEF O 12 Bsw BsF . NPT NS RC g,
(BSP) N N NPTF NPSM  RP

Machine Nut Taps
for general use
Left Hand
1 ] -/
! ] b
I 8 A7
== L ¥
Through hol .
r?#%utso o Ch'p rgmoval straight flutes
upto1xD (ke picture)
TOL Ll
4 HRC
m:;esfg : ™ to 700 N/mm2
e F ',
- - ol j
S _'L'J
special outside
chamfer  cooling and
lubrication
"
I
ik
11
w pg f8 | RD Camera —

Bsc RMS MN' ripog) V€ TOOS jniormation
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Riinlense Machine Nut Taps

n Trapezoidal thread / DIN 103

Machine Nut Tap with long Machine Nut Taps  Machine Nut Taps
shank for cutting Nuts. for stainless steels  for stainless steels
For all through holes up to a Left Hand

max. thread depth of 1,5 x _'—I_ n 2 _'—I_ m 2
diameter. ' g = N ¥ £

Please note that this tap can

only take cutting forces up
1,5 times diameter.

to

Through holes  chip removal  25° left
spiral flute

innu " .
upto1,5xD (ke picture)

TOL

material: t0 900 N/mm?

Through holes — chip removal 25° left
spiral flute

In nuts " .
upto1,5xD (like picture)

TOL

material: 0 900 N/mm?

HSSE-nitrated 27,1 HRC HSSE-nitrated 27,1 HRC
arsns arsrs
s ‘ o T CShD:rf]ifi:r cozlljifglld:nd csr:):r(r:li:(lelr cogllji:]sglld:nd
EE lubrication lubrication
! 1
oD2| ! i
L1 |
L2
'
Ten Shank: works standard
n 2 L1 L [ L)
TR8x15 6,0 90,0 55 49 6,70
TR9x2 70 1100 63 515} 7,20
TR10x2 70 1100 63 55 8,20
TR10x3 70 1250 75 55 7,60
TR12x2 90 1350 75 7,0 10,20
TR12x3 80 1650 111 6,2 9,25
TR14x2 10,0 150,0 90 8,0 12,20
TR14x3 100 1400 85 8,0 11,25
TR14x4 100 1700 112 8,0 10,70
TR16x2 12,0 1600 90 9,0 14,20
TR16x4 11,0 1800 116 9,0 12,25
TR18x2 140 1750 90 11,0 16,20
TR18x4 12,0 190,0 120 9,0 14,25
TR20x2 16,0 1850 105 12,0 18,20
TR20x4 140 2000 124 11,0 16,25
TR22x3 16,0 2200 125 12,0 19,25
TR22x4 16,0 2100 130 12,0 1825
TR22x5 16,0 2350 155 12,0 17,30
TR24x3 180 2200 130 145 21,25
TR24x5 18,0 2450 160 145 19,30
TR26x3 20,0 2350 130 16,0 23,25
TR26 x5 20,0 2550 165 16,0 21,30
TR28x 3 22,0 2450 140 18,0 2525
TR28x5 22,0 2650 170 18,0 23,30
TR30x3 22,0 2500 140 18,0 27,25
TR30x6 22,0 2900 18 180 24330
TR32x6 250 3000 191 200 26,30
124 m WF gl UNC U NS UNEE (R (3 BSW s . A S A O SRS VT v S O L



kinlense Machine Nut Taps

n Trapezoidal thread / DIN 103

TR10x2
TR10x3
TR12x2
TR12x3
TR14x2
TR14x3
TR14x4
TR16x2
TR16x4
TR18x2
TR18x4
TR20x2
TR20x 4
TR22x5
TR24x5
TR26 x5
TR28 x5
TR30x6

M MF

Round Dies
for general use

TOL

material:
HSS

o (Y

Chamfer: right hand
1,75 threads thread

7e

H

| —
oot || | 2] _

L .f" "

****** 1 B .

. -
preparatory h ‘;/
@D2 ‘ diameter é .

D1 H D2

38,0 14 9,91

38,0 14 9,88
38,0 14 11,91
38,0 14 11,88
38,0 14 13,91
45,0 18 13,88
45,0 18 13,85
45,0 18 15,91
45,0 18 15,85
45,0 18 17,91
45,0 18 17,85
45,0 18 19,91
55,0 22 19,85
55,0 22 21,84
65,0 25 23,84
65,0 25 25,84
65,0 25 27,84
65,0 25 29,82

(ng) UNC UNF UNS UNEF

8 12 NPT NPS  RC
UN UN BSW BSF . NPTE NPSM  RP

Round Dies
for general use
Left Hand

TOL

material:
HSS

%o )

Chamfer: right hand
1,75 threads thread

7e

BA w pg J3 AD

Camera

Techn.
Bsc RMS MN' ripog) V€ TOOS niormation
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Nnlense short Machine Taps

National standard taper 1:16 pipe thread ANSI B 1.20.1 m National standard taper 1:16 pipe thread ANSI B 1.20.3

Efficient internal thread Short Machine Taps
cutting. Form D for through holes
The short structural type and blind holes
makes that tap usable by l | L r_’—‘?
machine and hand. 1 i} ) S
through holes  ¢pip remova orm
Application: &ug“t%dzhf Igs ((:Ili1kz picture)I straﬁght fl(t;nes
Nimm?
non abrasive material | TOL qHIEE:I
up tO 900 N/mm2 material: . t0 900 N/mm?
HSSG medium - 5 1 HRG

ey unalloyed and low

e
alloyed steel | C\'

outside
2-3threads  cooling and
lubrication

D2

@D

m D1 D2 WL L O .r
NPT 1/16 x 27 7,90 19,0 65 19 55 6,00
NPT 1/8 x 27 10,24 19,0 65 19 55 8,25
NPT 1/4x 18 1362 250 70 25 9,0 10,70
NPT 3/8 x 18 1706 260 75 26 9,0 14,10
NPT1/2x 14 21,22 31,0 80 31 12,0 17,40
NPT 3/4x 14 26,57 33,0 100 &) 16,0 22,60
NPT1"x 11,5 33,23 38,0 110 38 20,0 28,50

NPT 1.1/4x 11,5 419 410 125 4 24,0 37,00
NPT1.1/2x 11,5 48,05 42,0 140 42 29,0 4350

NPT 2" x 11,5 60,09 440 160 44 290 5500
m D1 D2 W L O .r
NPTF 1/16 x 27 7,87 19,0 65 19 55 6,00
NPTF 1/8 x 27 10,22 19,0 65 19 55 8,25
NPTF1/4x 18 13,58 25,0 70 25 9,0 10,70
NPTF 3/8 x 18 17,02 26,0 75 26 9,0 14,10
NPTF1/2x 14 21,21 31,0 80 31 12,0 17,40
NPTF 3/4 x 14 26,57 33,0 100 33 16,0 22,60
NPTF1" x 11,5 33,20 38,0 110 38 20,0 28,50

NPTF1.1/4x11,5 41,95 410 125 4 24,0 37,00
NPTF1.1/2x11,5 48,02 420 140 42 29,0 43,50
NPTF 2" x 11,5 60,06 44,0 160 44 290 55,00

G 8 12 NPS  RC FG  RD Camera Techn.
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.le“ ENSE R d Di dH Die Nut
TECNICHE DI ASSEMBLAGGIO oun Ies an exagon Ie u s

m National standard taper 1:16 pipe thread ANSI B 1.20.1

Round Dies Hexagon
for general use Die Nuts
for general use
TOL TOL
4
m;:ltgrsialz medium m?}grsialz medium
o (Y o (O
Chamfer: right hand Chamfer: right hand
1,5 threads thread 1,5 threads thread
H H

|
[
\

op1 || ‘ @D

il [
ap1 || I
| \

.
preparatory y preparatory
diameter ._ ‘;’/ @Da diameter

|
|
L
Y
r
N 7
|
I
|

taper 1:16 taper 1:16
S 1° 47" 20"
L
D DI H DaxL D D1 H DaxL

NPT 1/16 x 27 79 25 9 758x84 NPT 1/16 x 27 790 22 9 758x84
NPT 1/8 x 27 1024 30 11 993x85 NPT 1/8 x 27 1024 27 11 993x85
NPT 1/4x 18 1362 38 14 13,18x127 NPT 1/4x 18 13,62 36 14 13,18x127
NPT 3/8 x 18 17,06 45 14 16,60x129 NPT 3/8 x 18 17,06 41 14 16,60x12,9
NPT 1/2x 14 21,22 45 18 20,63x16,8 NPT 1/2x 14 2122 41 14 20,63x16,8
NPT 5/8 x 14 2390 55 22 NPT 3/4x 14 26,57 50 22 2595x17,1
NPT 3/4x 14 26,57 55 22 2595x17,1 NPT1"x 11,5 33,23 60 25 32,51x213
NPT 7/8 x 14 2990 65 25 NPT1.1/4x11,5 4199 70 25 41,23x21,9
NPT1"x 11,5 3323 65 25 32,51x21,3 NPT1.1/2x11,5 4805 85 28 47,30x223
NPT1.1/4x 11,5 4199 75 26 41,23x219 NPT 2" x 11,5 60,09 100 28 59,31x 23,1
NPT1.1/2x 11,5 48,05 90 27 47,30x223
NPT 2" x 11,5 60,09 105 28 59,31x23,1

G 8 12 NPS RC FG RD Camera Techn.
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Nnlense short Machine Taps and Round Dies

National standard straight pipe thread

Efficient internal thread Short Machine Taps Round Dies

cutting. Form C for through for general use

The short structural type holes and blind holes

make§ that tap usable by EZ__J E Lr P TOL

machine and hand. i % <7 _
tg"gﬁggmlgss Chip removal  Form C mz:{tggial: medium

. . to2xp (ke picture) straight flutes

Application: uplosx
. . Nimm? ; vu o

oy non abrasive material | TOL O

2 S
up t0 900 N/mm material: medium 10 900 N/mm? 1,ggatrr?rfgds rlgtmﬁjnd
HSSG 27,1 HRC
ey unalloyed and low ea B
alloyed steel 1A y—
L PR

outside
2-3threads  cooling and
lubrication

T

@D2 —

B o
=1 - .
- @D1 } } 2} 1 ‘;’/
L2 i L
14 1;
| or] [ |
2D Shank: works standard
NPS 1/16 x 27 790 80 54 18 60 640 NPSM 1/8 x 27 10,24 30 11 9,99
NPS 1/8 x 27 1024 80 55 19 60 890 NPSM 1/4 x 18 13,62 38 10 13,25
NPS1/4x18 1362 11,0 62 28 9,0 11,50 NPSM 3/8 x 18 17,06 45 14 16,70
NPS 3/8 x 18 17,06 140 65 28 11,0 15,00 NPSM 1/2 x 14 21,22 45 14 20,78
NPS1/2x 14 21,22 180 80 35 14,0 18,50 NPSM 3/4 x 14 26,57 55 16 26,14
NPS 3/4x 14 26,57 230 85 35 17,0 23,80 NPSM 1" x 11,5 33,23 65 18 32,69
NPS1"x11,5 3323 260 95 45 21,0 29,90 NPSM1.1/4x11,5 41,99 75 20 41,45

NPS1,1/4x11,5 41,99 320 105 45 26,0 38,60
NPS1,1/2x11,5 48,05 380 110 45 29,0 44,70
NPS2"x11,5 60,09 460 120 50 350 56,70

G 8 12 NPT RC FG  RD Camera Techn.
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Rinlense

TECNICHE DI ASSEMBLAGGIO

:{H (BSPT) Whitworth tapered pipe thread / DIN 2999

Short Machine Taps and Hexagon Die Nuts

RP (BSPP) British standard whitworth pipe thread / ISO 7-1

Eﬁlglent internal thread Short Machine Taps Hexagon
cutting. Form C for through Die Nuts
The short structural type holes and blind holes for general use
|
make§ that tap usable by 5.-_! | TOL
machine and hand. il % 4
through holes  ¢pip removal Form C material: di
. . &ugllt%dzhflgs (like picture) straight flutes SS medum
Application:
. . Mirmim? 7 n,.- A
non abrasive material | TOL HRC O
2 Chamfer:  right hand
up to 900 N/mm S N b ?r?r]ezzis ngmre;jn
HSSG 27,1 HRC
ey unalloyed and low .
alloyed steel I A C\v
S i
outside
2-3threads  cooling and
lubrication
‘D
o
A
02|
L1
| | | o
oot || B [en
L2 \ ) —
i : - g
@D  Shank: JIS B-4445 ' diameter
(BSPT) BRI Y E v (34)] D D1 H
RC1/16x28 7,72 80 55 175 60 630 R1/8x 28 973 27 11
RC 1/8x 28 973 80 55 19 60 830 R1/4x19 13,16 36 14
RC1/4x19 13,16 11,0 62 28 90 11,10 R3/8x 19 1666 4 15
RC3/8x19 1666 140 65 28 110 14,50 R1/2x14 2095 50 19
RC1/2x14 2095 180 80 35 140 18,10 R3/4x14 244 60 20
RC3/4x14 26,44 23,0 85 35 17,0 23,50 R1"x 11 3325 60 25
RC1"x 11 3325 260 95 45 21,0 2950 R11/4x11 4191 85 26
RC1.1/4x 11 41,91 32,0 105 45 26,0 38,25 R1.1/2x11 47,80 85 2%
RC1.1/2x11 47,80 380 110 45 200 44,25 R2%x 11 5961 100 31
RC2" x 11 59,61 46,0 120 50 350 56,00
RP1/16x 28 772 80 55 18 60 655
RP1/8x 28 973 80 55 19 60 860
RP1/4x19 13,16 11,0 62 28 90 11,50
RP3/8x 19 16,66 140 65 28 11,0 15,00
RP1/2x14 20,95 180 80 35 140 18,50
RP 3/4x14 26,44 23,0 85 35 17,0 24,00
RP1"x 11 3325 260 95 45 210 30,25
RP1.1/4x11 41,91 320 105 45 260 3875
RP1.1/2x11 47,80 380 110 45 290 4475
RP 2" x 11 59,61 46,0 120 50 350 56,50
G 8 12 NPT NPS FG  RD C Techn.
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k2inlense Hand Tap Sets (conical) and Round Dies

m British Association thread / BS 93

Efficient internal thread cutting. Hand Tap Sets Round Dies
The short structural type for general use for general use
makes that tap usable by hand.
The Short-Machine-Tap is also r'l_ f TOL
usable by machine. 4

toroudh 0016 Ghip removal Form € material: -

HSS

j Chamfer: right hand

@ T r T material: . t0 900 N/mm? 1,75 threads thread
aper 1ap HSSG medum 57 1 HRC

b Intermediate Tap p_-é. 4 C\'
¢5% Finish Tap Fonn £

outside
2-3threads  cooling and
lubrication

up to 2 X D (like picture)  straight flutes
A Hand-Tap-Set
includes 3 taps:

TOL

Moo
|

diameter

MD1D2L1L2|:|! MDMHDZ

oD2 preparatory é

BAO 6,00 63 66 190 50 510 BAO 6,00 20,6 635 500
BA1 530 56 62 17,0 45 450 BA1 530 20,6 635 521
BA2 470 50 58 160 40 4,00 BA2 470 206 635 461
BA3 410 45 53 130 36 3,40 BA3 410 20,6 6,35 4,02
BA 4 360 36 50 130 28 3,00 BA4 360 206 635 352
BAS 320 32 48 110 25 265 BAS 320 206 635 314
BAG6 280 28 45 95 22 230 BAG 280 206 635 274

BA7 2,50 20,6 6,35 244

BA 8 2,20 20,6 6,35 2,15

BA 10 1,70 20,6 6,35 1,66

G 8 12 NPT~ NPS  RC FG  RD Camera Techn.
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Mmense

CNICHE DI ASSEMBLAGGIO

3

n Tapered whitworth DIN 477 for screw sockets taper 3:25

Efficient internal thread cutting.

The short structural type
makes that tap usable by hand.
The Short-Machine-Tap is also
usable by machine.

A Hand-Tap-Set
includes 3 taps:

G} Taper Tap
b Intermediate Tap
{Cb Finish Tap

LS (B '

“op ~ Shank: works standard
n D1 D2 L1 L2 O l
W198x14 4980 160 90 32 120 1470
conical

W288x14 5380 200 100 40 180 22,70
conical

W31,3x14 3130 200 110 40 180 2520
conical

W218x14 5180 180 80 22 145 19,75
cyl. - right

W218x14 5180 180 80 22 145 19,75
cyl. - left

W2432x14 5437 180 90 22 145 22,25
cylindrical

MOMF gdp UNC UNE NS UNEE 8 3

Short

Machine Taps
Form C for through
holes and blind holes

.
W i 4
= I i=ff P
I'E ¥
1£fg|li’r?g rrllgllee: Chipremoval  Form C
upto2xD (like picture)  straight flutes
TOL MNimm?
j HRC
material: " t0 900 N/mm?
Hsse MMM o7 Hee
arnns B -
- &
Y
outside
2-3threads  cooling and
lubrication
1
NPT NPS
BSW BSF TR nprr  NPSM

RC
RP

Short Machine Taps and Round Dies

@D

L

preparatory
diameter

\z

D

D1

H

D2

W19,8x 14
conical
W28,8x14
conical
W21,8x14
cyl. - right
W21,8x 14
cyl. - left
W24,32x14
cylindrical

19,80
28,80
21,80
21,80

24,32

FG

BA 'PG

45

65

55

55

55

RD

25

30

17,34

25,74

21,58

21,58

2410

Camera

Round Dies
for general use

| TOL
material: "
SS medium
o (Y
Chamfer: right hand

1,75 threads thread

Techn.

Bsc RMS MN' ripog) V€ TOOS niormation
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Rinlense

ECNICHE DI ASSEMBLAGGIO

m Steel Conduit Thread / DIN 40430

Efficient internal thread cutting.

The short structural type

makes that tap usable by hand.

The Short-Machine-Tap is also
usable by machine.

Application:

£y non abrasive material
up to 900 N/mm?

ey unalloyed and low
alloyed steel

2D2!

2D Shank: DIN 40432

L2 IZIT

L1

PG7x20 1250 90 70 1135
PGOX18 1520 120 70 22 9,0 1395
PG11x18 1860 140 8 22 11,0 1735
PG135x18 2040 160 80 22 120 1915
PG16x18 2250 180 80 22 145 2125
PG21x16 2830 220 90 22 180 26,90
PG20x16 37,00 280 100 25 220 3560
PG36x16 47,00 360 140 40 29,0 45,60
PG42x16 5400 400 140 40 320 5260
PG48x16 59,30 450 160 40 350 57,90
132 M WF gl uNC U uNs UNEE

Short Machine Taps
Form D for through
holes and blind holes

oy 2

through holes Chip removal

Form D

up tu 4 X D (like picture) ~ straight flutes
TOL Nimm?
HRC
material: ; to 900 N/mm?
HSSG medium 5 1 HRG
F
ey o s
- =
- oy
outside
4-5threads  cooling and
lubrication
12 NPT NPS
UN BSW BSF TR \pre  ppsw

Short Machine Taps and Round Dies

preparatory
diameter

‘ez

@D

DI H D2
PG7x20 12,50 38 10 12,50
PG9x18 1520 45 14 1520
PG11x18 18,60 45 14 18,60
PG135x18 20,40 45 14 20,40
PG16x 18 2250 55 16 2250
PG 21 x 16 2830 65 18 28,30
PG29x 16 37,00 65 18 37,00
PG 36 x 16 47,00 90 22 47,00
PG 42x 16 54,00 105 22 54,00
PG 48 x 16 59,30 105 22 59,30

RC
RP

FG  RD

Camera
BSC RMS MINI (Tripod) VG Tools Information

Round Dies
for general use

TOL
4

material:
HSS

o (Y

right hand
thread

medium

Chamfer:
1,75 threads

Techn.



cNIC

Tap for machine use in through Short
hole and blind hole. Machine Taps
The short lead-in chamfer Form C for through

makes that tap universal in
application. The flutes can
hold the most part of the chips.

holes and blind holes

through holes i
& blind holes, 1P removal

Form C

upto1,5xD (ke picture) straight flutes
o
| HRC
F |
material: . to 900 N/mm?
HSSE medium = § HRC
PP
A
i B e
_ o
outside
2-3threads  cooling and
|ubrication
[m]
i
oD2|
L1
L2 é
(. §
AZDV Shank: DIN 40432
m D1 D2 L1 L2 O !
FG635x26 635 7.0 80 14 55 550
FG79x26 790 80 90 16 62 7,00
FGO5x26 950 70 90 16 55 860
FG143X20 1435 110 100 22 90 1310
right
L‘:t”’“zo 1430 11,0 100 22 90 1310
FG254x21 2540 140 110 22 110 24,50
BSC1/4x26 635 60 5 14 49 555
BSC5/16x26 7,94 60 63 16 49 7,10
BSC3/8x26 953 70 63 16 55 865
BSCO/16x20 1499 110 70 22 90 1315
right
BSCOM6X20 1459 110 70 22 90 1315
left
BSC14x24 2540 140 70 22 11,0 2450
G 8 12 NPT NPS RC
M MF gy UNC UNF UNS UNEF 5 g Bsw Bs TR OFE B RO

LENSE Machine Taps and Round Dies

Bicycle thread / DIN 79012 m British bicycle thread / RS 811

@D1

L

D2

preparatory
diameter

\z

m D

Round Dies
for general use

| TOL
4
matgrsial: medium
Chamfer: right hand

1,75 threads thread

@D

DI H D2
FG635x26 635 20 6.24
FG79%x26 790 25 9 7,82
FG95%x26 950 30 11 940
FG143X20 4430 38 10 14,40
right
FG143x20 1430 35 10 1440
left
FG254x24 2540 55 16 2525
BSC1/4x26 635 206 6,35 624
BSC5/16x26 7.94 254 95 7,82
BSC3/8x26 9,53 254 95 940
BSC7/16x26 11,11 254 95 1098
BSCO/16x20 1499 381 127 14,14
right
::tc 9116X20 1499 381 12,7 14,14
BSC1"x24 2540 55 16 2525

RD

Y |

Camera
RMS MINI (Tripod) VG Tools Information

Techn.
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iinlense short Machine Taps and Round Dies

m knuckle thread / DIN 405 m Royal Microscopical Society / DIN 58888

Tap for machine use in through Short Machine Taps Round Dies
hole and blind hole. Form C for through for general use
The short lead-in chamfer holes and blind holes

makes that tap universal in TOL

application. The flutes can |

hold the most part of the chips.

material:
HSS

- | 2 4G
‘g"glll‘r?é‘ #&':SS Chip removal Form C
upto1,5xD (like picture)  straight flutes .
TD L Nimm? Chamfer: right hand
j HRC 1,75threads  thread

terial: .
e medium to 800 N/mm?

medium

we B
. y —
o _ NP ==
i outside
2-3threads  cooling and
lubrication

202
1

“gp  Shank: DIN 2184-1

=R

m p1op2 1 2 [ L3 m D DI H D2
Rd8x1/10 825 60 90 26 49 571 Rd10x 1/10 10,25 38 14 9,84
Rd9x1/10 925 70 90 26 55 6,71 Rd 11 x 1/10 11,25 38 14 10,84
Rd10x1/10 1025 7,0 100 28 55 7,71 Rd12x1/10 12,25 38 14 11,84
Rd11x1/10 1125 80 100 28 6,2 871 Rd 14 x1/8 1432 45 18 13,82
Rd12x1/10 1225 90 110 28 70 971 Rd 16 x 1/8 16,32 45 18 15,82
Rd14x1/8 1432 11,0 110 32 9,0 11,14 Rd 18 x 1/8 18,32 45 18 17,82
Rd16x1/8 16,32 120 110 32 90 13,14 Rd20x1/8 20,32 55 22 19,82
Rd18x1/8 1832 140 125 32 11,0 1514 Rd22x1/8 22,32 55 22 21,82
Rd 24 x1/8 2432 55 22 23,82

Rd20x1/8 20,32 16,0 140 32 120 17,14

Rd 26X 1/8 26,32 65 25 2582
TR T
Rd 24 x1/8 , g ' ’ Rd30x1/8 30,32 65 25 29,82
Rd26x1/8 2632 200 160 36 160 23,14 Rd 32X 1/8 3282 65 25 31,82

Rd28x1/8 2832 20,0 160 36 16,0 25714
Rd30x1/8 30,32 220 180 36 180 27,14
Rd32x1/8 3282 250 180 36 20,0 29,14
Rd34x1/8 3432 280 200 36 220 31,14
Rd36x1/8 3632 280 200 36 22,0 3314
Rd38x1/8 3832 280 200 38 220 3514
Rd40x1/6 40,42 320 200 50 24,0 36,19

wmmuulﬂ! M D DI H D2

W0,8x 36 20,35 160 80 18 120 1945 W0,8x36 20,35 45 14 20,00

G 8 12 NPT~ NPS  RC FG Camera Techn.
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) Mini Gewindehohrer - Form C (straight flutes)
Rimlense for through holes and blind holes

m Metric Mini-thread and Nono-thread

Efficient internal thread cutting Machine Tap
in clock and watch industry as for general use
well as apparatus construction
and fine mechanics.

For through and blind holes. s | =

Very break-proof. through hole ~ Chip removal  Form G
&blind hole  (like picture) ~ straight flutes

Suitable for automatic lathe

Nimm?
and tapping machine. | TOL HRC
maetel iS026H 10,800 N/mme
oty 4 '_F-%
o
outside
5 3-4 threads  cooling and
T lubrication
[op2
L1
L2
“op  Shank: DIN 2184-1
D1 D2 L1 L2 steel brass packing unit [PU]
M 0,3 x 0,08 0,3 1,0 22 2 0,2 0,24 10 pieces
M 0,35 x 0,09 0,4 1,0 22 2 0,3 0,28 10 pieces
M0,4x0,1 0,4 1,0 22 25 0,3 0,32 10 pieces
M 0,5 x 0,125 0,5 1,0 22 3 04 0,40 10 pieces
M 0,6 x0,15 0,6 1,0 22 35 0,5 0,49 10 pieces
M 0,7 x 0,175 0,7 15 25 45 0,6 0,57 10 pieces
M0,8x0,2 0,8 1,5 25 5 0,7 0,65 10 pieces
M 0,9 x 0,225 0,9 1,5 25 55 0,8 0,73 10 pieces
M1 x0,15 1,0 15 25 6 0,9 0,89 10 pieces
M1x0,2 1,0 1,5 25 6 0,9 0,85 10 pieces
M1 x 0,25 1,0 15 25 6 0,8 0,81 10 pieces
M1,1x0,25 1,1 1,5 25 7 0,9 0,91 10 pieces
M1,2x0,15 1,2 15 25 7 11 1,09 10 pieces
M1,2x0,2 1,2 15 25 7 11 1,05 10 pieces
M1,2 x 0,25 1,2 15 25 7 1,0 1,01 10 pieces
M1,3x0,3 1,3 15 25 8 1,1 1,07 10 pieces
M1,4x0,2 1,4 2,0 30 9 1,3 1,25 10 pieces
M1,4x 0,25 1,4 2,0 30 9 1,2 1,21 10 pieces
M1,4x0,3 1,4 2,0 30 8,5 1,2 1,17 10 pieces
M1,5x0,3 15 2,0 30 10 1,3 1,27 10 pieces
M1,6x0,2 1,6 2,0 30 10 1,5 1,45 10 pieces
M 1,6 x 0,25 1,6 2,0 30 10 1,4 1,41 10 pieces
M 1,6 x 0,35 1,6 2,0 30 10 1,3 1,30 10 pieces
M1,7x0,35 1,7 2,0 30 10 1,4 1,40 10 pieces
M1,8x0,2 1,8 2,0 30 10 1,7 1,65 10 pieces
M1,8x 0,25 18 2,0 30 10 1,6 1,61 10 pieces
M1,8x 0,35 1,8 2,0 30 10 1,5 1,50 10 pieces
M2x0,2 2,0 3,0 35 13 19 1,85 10 pieces
M2x 0,25 2,0 3,0 35 13 1,8 1,81 10 pieces
M2x0,4 2,0 3,0 35 13 1,7 1,65 10 pieces
M 2,2 x 0,45 2,2 3,0 35 13 1,8 1,80 10 pieces
M23x0,4 2,3 3,0 35 13 2,0 1,95 10 pieces
M 2,4 x 0,45 2,4 3,0 40 15 2,0 2,00 10 pieces
M 2,5 x 0,45 2,5 3,0 40 15 2,1 2,10 10 pieces
M 2,6 x 0,45 2,6 3,0 40 15 2,2 2,20 10 pieces

(Tripod) Information

G 8 12 NPT~ NPS  RC FG  RD Camera Techn.
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Rinlense

TECNICHE DI ASSEMBLAGGIO

Camera-Tripod

Efficient internal thread cutting.

The short structural type makes
that tap usable by hand.

The Short-Machine-Tap is also
usable by machine.

Camera tripod & C-Mount thread / DIN 4503

Short Machine Taps
Form D for through
holes and blind holes

) #

Form D

through holes
&blind holes  CiP removal

upto4xD (like picture) straight flutes
A Hand-Tap-Set
includes 2 taps: TOL
material: s t0 900 N/mm?
@ Taper Tap HS5G medium 027’1 H';'(‘:m
{Cb Finish Tap I N C\'
= = =
-, Lt
outside
[m] 4-5threads  cooling and
I S lubrication
02|
L1
L2
4150 ) Shank: DIN 352
Cam.-Tripod 1/4" 6,35 60 50 19 5,20
Cam.-Tripod 3/8" 953 70 70 24 5,5 8,00
C-Mount 1" x 32 2540 180 130 45 140 2375
S-Mount12x05 12,00 90 70 22 70 11,50
136 M MF gl UNC UVE NS UNEF 5 BSW BSF TR T NS RC

Hand Tap Sets
for general use

§ 2

tg'gll:ﬁg r']‘&'gss Chipremoval ~ Form C
upto2xD (like picture)  straight flutes
TOL Nimm?
HRC
material: . 0 900 N/mm?
HSSG medium 7.1 HRC
ey r "
= =
- oy
outside
2-3threads  cooling and
lubrication

1
i

% e Lt

FG  RD

BA BSC RMS MINI

PG

Short Machine Taps and Hand Tap Sets

Techn.
V& To0ls |tormation



BRinlense Round Di
TECNICHE DI ASSEMBLAGGIO oun Ies

camera-'l'ripod Camera tripod & C-Mount thread / DIN 4503

Round Dies
for general use

TOL
4

material: :
SS medium

Chamfer: right hand
1,75 threads thread

@D1 | I @D ' -

preparatory é

2b2 diameter
Camera-Tripod 1/4" 63 20 7 6,22
Camera-Tripod 3/8" 953 20 7 937
C-Mount 1" x 32 2540 55 16 2525
S-Mount 12 x 0,5 12,00 38 10 11,92

G 8 12 NPT NPS  RC F&  RD Techn,
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.|TECNICHE DI ASSEMBLAGGIO Iaps

m Valve thread / DIN 7756

Efficient internal thread cutting.

The short structural type makes
that tap usable by hand.

The Short-Machine-Tap is also
usable by machine.

A Hand-Tap-Set

includes 2 taps:
b Taper Tap
{C% Finish Tap
[m]
(oD2|
L1
L2
_—
m Dt D2 L1 2 [ '

DIN 2181

VG 5 x 36 515 6,0 50 12 49 4,65
VG 5,2 x 24 523 6,0 56 17 49 4,25
VG 6 x 32 598 6,0 56 14 49 5,35
VG 8 x 32 768 70 56 16 55 6,90
VG10x 28 10,27 80 63 18 6,2 9,35
VG 12x 26 12,17 9,0 70 22 70 11,15
DIN 374

VG5 x 36 515 6,0 70 12 49 4,65
VG 5,2x24 523 60 80 17 49 4,25
VG 6 x 32 598 70 80 14 55 5,35
VG 8x32 768 80 80 16 6,2 6,90
VG 10x 28 10,27 80 90 18 6,2 9,35
VG 12 x 26 1217 90 100 22 7,0 11,15

138 M MF gl wC U NS UNEE

Short Hand Tap Sets
Machine Taps for general use
Form D for through

holes and blind holes

' 4

through holes Chip removal

through holes Chip removal

Form D

&u‘;“{(‘,”ff'gs (like picture)  straight flutes &ug“{gdzhf'gs (like picture)  straight flutes
TOL Nimm? TOL Nimm?
HRC HRC
material: ; to 900 N/mm? material: ; t0 900 N/mm?
HSSG medium - 1 HRC HSSG medium - 1 HRC
Y r P RV Py
= = i =
., - _ -
outside outside
4-5threads  cooling and 2-3threads  cooling and
lubrication lubrication
e
-
=
L
CE
§J i i i
- 1 r
= =
NPT NPS RC FG RD
BSW BSF TR NPT NPSM Rp BA W PG BSC RMs MINI

Form C

Short

Machine Taps
Form C for through
holes and blind holes

Form C

through holes
& bllnd holes Chiprsmoval

upto2xD (like picture)  straight flutes
TOL Nimm?*
HRC
material: n t0 900 N/mm?
Hsse MMM o7 Hee
Y r S
- =y
- -
outside
2-3threads  cooling and
lubrication
-
i

Camera Techn.
(Tripod) . Tools Information



.|TECNICHE DI ASSEMBLAGGIO Round Dles

m Valve thread / DIN 7756

Round Dies
for general use

TOL

medium

Chamfer: right hand
1,5 threads thread

material:
SS

I [ -
@D1 | | 2D
(- , - .
t
) | |
D D1 H D2
VG5 x 36 5,15 20 7 515
VG 5,2 x 24 5,23 20 7 5,23
VG 6 x 32 5,98 20 7 5,98
VG 8 x 32 7,68 25 9 9,60
VG 10 x 28 10,27 30 1 10,27
VG 12 x 26 12,17 30 1 12,17

G 8 12 NPT NPS  RC FG  RD Camera Techn.
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RRlinlense Holding Tool
TECNICHE DI ASSEMBLAGGIO o Ing oo s

BAER Tap holders
with ratchet

size  metric inch-sizes I:l L1 * ﬂr” | m ]| . Ta
1 M3-M10 1/8-3/8 24-55 85 (AN —— 8
2 M5-M12  7/32-1/2 45-80 100
10 M3-M10 1/8-3/8 24-55 250
20 M5-M12 7/32-1/2 45-8,0 300

Adjustable Pro Tap Wrenches -
Premium zinc die cast

size metric inch-sizes pipe-threads I:l L1
0 M1-M8 116-1/4 2,0-50 130
1 M1-M10 1/16-3/8 G1/8 2,0-6,3 176
112 M1-m2 116-1/2 G1/8 2,1-80 176
2 M4 -M12 5/32-1/2 G1/8 30-90 280

M5 - M20 7/32-3/4 G1/8-G1/2 49-12 380
M11-M27 7/16-1" G1/4-G3/4 55-16 505
M13-M32 1/2-1.1/4 G1/4-G1" 70-20 700
- - L o il M18-M42 3/4-1.1/2  G1/2-1.1/4“ 11,0-24 1000

101

Adjustable Tap
Wrenches - steel
g‘j'“' .. v '_.-'
 ortas -
metric inch-sizes pipe-threads I:l L1
0 M1-M8 116-1/4 2,0-5,0 130
1 M1-M10 1/16 - 3/8 2,0-63 180
112 mM1-M12 116-1/2 G1/8 21-80 205
2 M4-M12 5/32-1/2 G1/8 3,0-9,0 280
3 M5-M20 7/32-3/4 G1/8-G1/2 4,9-12 380
4 M11-M27 7M16-1" G1/4-G3/4 55-16 500
5 M13-M 32 1/2-11/4 G1/4-G1" 7,0-20 700
6 M18 - M 42 3/4-1.1/2 G1/2-G1.1/4 11-24 1000 g . m . R E
7 M 27 - M 52 1.1/8 - 2" G3/4-G1.3/4 16 - 32 1250 P e =
8 M 27 - M 64 1.1/8-3" G3/4-G3" 16 - 40 1250 - ~Hl

G 8 12 NPT NPS  RC FG  RD Camera Techn.
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Rlinlense Holdina Tool
TECNICHE DI ASSEMBLAGGIO o Ing oo s

Die Stocks Pro -
Premium zinc die cast

For Round Dies

¢ DXH metic inch-sizes L1

16 x5 M1-M26 BSW 1/16 - BSW 3/32 160

20x5 M3-M4 BSW 1/8 - BSW 5/32 200

20x7 M4.5-M6 BSW 3/16 - BSW 1/4 200

25x9 M7-M9 BSW 5/16 224

30x11 M10-M11 BSW 3/8 - BSW 7/16 280

38x10 MF 12 - MF 15 G1/4 315

38x14 M12-M14 BSW 1/2 - BSW 9/16 315

45x 14 MF 16 - MF 20 G 3/8-1/2 450

45x18 M16-M20 BSW 5/8 - BSW 13/16 450

55x 16 MF 22 - MF 26 G5/8-G3/4 560

55 x 22 M22-M24 BSW 7/8 - BSW 1" 560 f }
65x18 MF 27 - MF 36 G7/8-G1" 630

65 x 25 M 27 - M 36 BSW1.1/8-BSW1.3/8 630 - o

Die Stocks - e
zinc die cast “‘
For Round Dies

\. -...:.I" @ Dininch @D (mm)xH(mm) @D (inch)xH (inch) L1
13/16" 20,6 x 6,35 13/16 x1/4 200
1" 254x 95 1"x3/8 224
1.5/16" 33,4x11,1 1.5/16 x 7/16 270
1.1/2" 38,1 x12,7 1.1/2x1/2 315
2" 50,8 x 15,9 2" x5/8 560
2.1/4" 57,1 x17,5 2.1/4x11/16 560
2.1/2" 63,5 x 19,0 21/2x3/4 630
3" 76,2 x 22,2 3"x7/8 900
3.1/2" 88,9 x 25,4 3.1/2" x 1" 900
4" 101,6 x 25,4 4" x 1" 1000
Die Stocks - e
steel
",‘.'l o
¢ DXH  metic inch-sizes L1
45x18 M16-M 20 BSW 5/8 - BSW 13/16 450
55 x 22 M22-M24 BSW 7/8 - BSW 1" 560
65x 25 M 27 - M 36 BSW1.1/8-BSW 1.3/8 630
75x 20 MF 38 - MF 42 G1.1/8-G1.1/4 800
75x 30 M 38 - M 42 BSW1.1/2-BSW1.5/8 800
90 x 22 MF 45 - MF 52 G1.3/8-G1.5/8 900
90 x 36 M 45 - M 52 BSW 1.3/4 - BSW 2" 900
105 x 22 MF 54 - MF 63 G1.3/4-G2" 975
105 x 36 M54 - M 63 BSW 2.1/4 975
120 x 22 MF 64 - MF 71 G21/4-G2.3/4 956
120 x 36 M64-M71 BSW2.1/2-BSW2.3/4 956 { }
130x 25 G3" 966
130x 36 966 H
140 x 22 976 = - e
150 x 25 G3.1/2" 986
160 x 25 G4" 996

G 8 12 NPT NPS  RC FG  RD Camera Techn.
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RRlinlense Holding Tool
TECNICHE DI ASSEMBLAGGIO o Ing oo s

Extension
sleeves for taps
] L1 metric acc. to DIN 352
2,1 60 M1-M26
24 70
2,7 80 M3
3,0 90 M 3,5
34 95 M4
38 100
4,3 105
49 110 M45-M8
55 115 M9-M10
6,2 120 M11
7,0 125 M12
8,0 125
9,0 130 M14-M 16
10,0 140
11,0 150 M18
12,0 155 M 20
13,0 165
14,5 175 M22-M24
16,0 180 M 27
18,0 200 M 30
20,0 220 M 33 ' u
22,0 220 M36 . )
24,0 235 M39-M42 —_—
26,0 250
29,0 265 M45 - M 48
32,0 285 M 52 - L -

Pro Die GuidesM 3 - M 12

for Round Dies DIN 223 = EN 22568 and
Die Stocks DIN 225 = EN 22568

Application:

{0 The guide helps cutting an external thread with
cutting dies. The guides will be laid together
with the cutting dies into the die holder.

Advantages:

(© made of free-cutting steel with an oxidized surface
© accurate aligned threads

clear thread flanks

less deficient products

better evacuation of the chip, because of the leading
with clearance holes

© ©0OO06

able to cut right- or left-hand threads as well as all
possible pitches

G 8 12 NPT NPS  RC FG RD Camera Techn.
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Rinlense gytting Paste

T

BAER High Performance cutting paste

Cutting paste with high pressure additives achieves extremely high
lubricity. The paste adhering to the cutting edges only gets liquid
when used (use cutting paste undiluted).

Lubrication is important for chip removal processes.

Advantages:

@ Contains no petroleum, chlorine or sulfur
© Significantly improved tool life time

© Does not leave a greasy film of oil on the workpiece

Application:

¢y Drilling, tapping, thread milling, reaming, milling, core drilling, sawing,
as well as for heavy chipping and for all machining operations.

For all steels such as: iron, steel, tool steel, high alloy steels, chromium-nickel
alloys, Aluminum, titanium, manganese, cast steel, cast iron, brass, bronze and
all stainless steels AISI 304, AISI 316, INOX etc.

BAER Countersink

HSSG 90° HSSE-VAP 90° HSSG-Bit 90°

Countersink Countersink Countersink

for general use for stainless for electric screw
steels drivers

dimension

6,3 mm (M 3)

8,3 mm (M 4)

10,4 mm (M 5)

12,4 mm (M 6)

16,5 mm (M 8)

20,5 mm (M 10)

25,0 mm (M 12)

31,0 mm (M 16)
Set6,318,3110,4112,4116,5120,5 mm*
Set6,3110,4116,5120,5125,0 mm* * picture of sets

G 8 12 NPT NPS  RC FG  RD Camera Techn.
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Rinlense

TECNICHE DI ASSEMBLAGGIO

Technical Information

Tap Geometries

. lg
Toa TN T -
0 g
; v O
B
I m— e e | I i
<—'—|: dy Ldz
S E———— | I Y
g | |
L e I_i -
h
- L
ls
'Il -
4
- e
S \ 0
Ny ) /
Y i _ﬂ.--"_——j—_— ¥
g i - =—] | il
_ dy dy ol ds| do
T | G L |
M ' b |
A
=
Py | -ilsh-
o i -
- l -
d1 Thread diameter z Number of flutes
d2  Shank diameter v Back taper (axial relief)
d3  Chamfer diameter Xr Chamfer angle
d4  Neck diameter Nb  Width of flute
d5 Recessed square diameter m Width of land
d6  Neck diameter ha Chamfer relief
d7  Web diameter hf Relief on flanks
n Total length hr  Chamfer relief
12 Thread length ap Reliefangle
13 Useful length vp Rake angle

14 Chamfer lead length
15 Square length
16  Flute length

[J  Sqaure dimension
Tap Centering
@ 0,8mm- 6,0 mm
Centre point
@ 6,0 mm - 12,8 mm
Centring point set off
>@ 12,8 mm
Centring hole
144 m W gl wCc UV NS UNEE 5 BSW BSF TR NPT WS RC

BA

w

—

PG

Centre point

Centring bevel

Centring hole

Camera
(Tripod)

FG RD
Bsc Rms MM




iinlense Technical Information

Tap Construction dimensions

[ﬁmm\mmmm\\\m\\m | = DIN352 DIN2481 DIN5157  DIN 40432

Gewindebohrer / Tap

IO, |

Gewindebohrer / Tap

lununnuannLau0N

Gewindebohrer / Tap

I

Gewindeformer / Forming Tap

[T

Gewindeformer / Forming Tap

DIN 371  DIN 40435

DIN 376 DIN 374 DIN 5156  DIN 40433 DIN 40435

DIN2174  DIN 371

o U w W

DIN2174  DIN 376 DIN 2189

Tap Chamfer Forms

B8 xP
- FormA
— long, 6 - 8 thread
]D]]IED_H— straight flutes
AN —— for short through holes
Form B

medium, 3,5 - 5,5 threads
straight flutes with spiral point
for through holes in medium- and long chipping materials

SAAAMAAAAAAAAN—
2-3 xP Form C
short, 2 - 3 threads
B -~ straight and spiral flutes
IH[__EZU_U_ for blind holes in medium- and long chipping materials
SAAAMANAAN T for through holes in short chipping materials
355 uP Form D

M. medium, 3,5 - 5 threads

straight and spiral flutes 15°

I —I NTTOTT for blind holes with long thread runout
SR T for short through holes
152 xF Form E

very short, 1,5 - 2 threads
straight and spiral flutes 15°
for blind holes with short thread runout

Form F

very short, 1 - 1,5 threads

straight and spiral flutes

for blind holes with short thread runout
Avoid if possible.

Please note:

Short chamfers cut threads close to the bottom of the borehole.

Long chamfers reduce the forced on the cutting edges (recommended for materials with higher material strength)
Long chamfers increase the required torque.
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Tap flutes

[T

FormA, C,E
straight-fluted
for through and blind holes

The flutes can hold a part of the chips. Chips get only partically removed in cutting
direction. For this reason it is not recommended to use the tap for deep holes.

Form B
straight-fluted with spiral point
for through holes

Due to the spiral point the chips are getting removed tightly rolled in cutting direction
and prevents chip-packing.
Coolant-lubricant can flow freely.

Form C,D
8 - 15° left-hand spiral flutes
for through holes

Due to the left-hand spiral flutes the rake angle remains constant and ensure stable
chamfer teeth to produce threads in high-strength materials.
The left-hand spiral flutes forces the chips to remove ahead of the tap.

Form G, E
10 - 15° right-hand spiral flutes
for blind holes

Especially suitable for automatic lathes and multi-spindle machines. Due to the chip
removal against the cutting direction a secured tapping process is assured in hard
conditions, even for threads with cross holes.

Form G, E
35 - 50° right-hand spiral flutes
for blind holes

Due to the high spiral flutes, the chips can be removed securely also in long-chipping
and deep blind holes.
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Tolerances
A Innengewinde, ,H-Toleranz Gewindebohrer-Toleranz Innengewinde, ,G*Toleranz
um Internal thread, ‘H’ tolerance class Tap tolerance class Internal thread, ‘G’ tolerance class
T j 7G
A1 7H
1 j 6G
-T 6H
1 . A . ”””” 5G| [
T A E\'{ 76X
+ o
A1 = ] I N 1 N ) I ) 4G[ ] T T
T 4H A o o T
1| I U IS S N N S N R N R
ﬂ/
T el SO 1X !
T A
4 | o ) o
T ~
0 v . vo v
D Flankendurchmesser-Toleranz des Innengewindes nach DIN 1SO 965-1 El = GrundmaR
Pitch diameter tolerance of internal thread acc. DIN ISO 965-1 Basis

Gewindebohrer mit spezieller Flankendurchmesser-Toleranz
Taps with specific pitch diameter tolerance

|:| Flankendurchmesser-Toleranz des Gewindebohrers nach DIN EN 22857
Pitch diameter tolerance of the tap acc. DIN EN 22857

. Flankendurchmesser-Toleranz des Ausschusslehrdorns nach DIN ISO 1502
Pitch diameter tolerance of the no-go thread plug gauge acc. DIN ISO 1502

. Flankendurchmesser-Toleranz des Gutlehrdorns nach DIN ISO 1502
Pitch diameter tolerance of the go thread plug gauge acc. DIN ISO 1502

tolerance class of tap tolerance field internal thread  remarks
4H (DIN 802/1) 1S0 1 4H 5H undersize
6H (DIN 802/1) 1S0 2 4G 5G 6H normal
6G (DIN 802/1) 1S0 3 6G 7H 8H  oversize
76 (DIN 802/4) 7G 8G  oversize
6H +0,1 oversize
6H +0,2 oversize
8 12 NPT NPS  RC

G
M MF gsp UNC UNF UNS UNEF gy gy BSW BSF TR

NPT NPSM Rp BA W PG

t = Toleranzklasse 5 des Innengewindes (Toleranzeinheit)
Tolerance class of the internal thread (tolerance unit)
TD2 = Toleranz des Flankendurchmessers
Pitch diameter tolerance

Applications

Threads with small clearance

Thread with normal clearance

Threads with large clearance

before heat treatment, causing distortion
Electroplating allowance ~ 25pm thickness

Electroplating allowance ~ 50pm thickness
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Tap Surface Treatments

wmlﬂu—

Coating services

TIN (titanium nitride) coating

The TIN surface treatment (titanium-nitride gold-yellow) increases the surface hardness (approx.
2300 HV) and the sliding properties. It provides a better cutting performance and increased tool life
time.

VAP (vaporized - steam tempered)
The oxide surface (vaporized) improves the adhesion of the cutting oil and provides a stabil lubri-
cant film. Cold welding in the tap flanks is reduced.

TiAIN (titanium aluminium nitride) coating

The TiAIN surface treatment increases the surface hardness (approx. 3300 HV), the sliding pro-
perties (friction coefficient: 0,25) and with high temperature resistance up to 800°C. It provides a
better cutting performance and increased tool life time.

TiCN (titanium carbonitride) coating

The TiCN surface treatment (titanium carbon nitride - grey violet) increases the surface hardness
(approx. 3000 HV) and the sliding properties (coefficient of friction: 0,3). It provides a better cutting
performance and increased tool life time.

Every threading tool of our product range - whether or not cataloged - can be delivered with any coating

or surface treatment in short time.

Tapping undersized threads

Tapping oversized threads

Poor thread surface

Thread break of the thread to be cut

Low tap lifetime

Tool outbreaks

Cold welding on the tap

Pitch error
Too small tolerance
Geometry of the tap is not suitable for the material

Cutting speed is too high

Bad running accuracy

Chip jammings in flutes

Incorrect positioning of workpiece or tap
Inconsistent feed of tap

Too high tolerance

Cutting speed not suitable

Cooling is not suitalbe or not existing

Geometry of the tap is not suitable for the material
Core hole too small

Geometry of the tap is not suitable for the material
Core hole too small

Core hole not deep enough

Chip jammings in flutes

Bad running accuracy

Incorrect positioning of workpiece or tap
Inconsistent feed of tap

Cutting speed not suitable

Cooling is not suitalbe or not existing

Geometry of the tap is not suitable for the material
Surface treatment/ coating for tap needed

Core hole too small

Geometry of the tap is not suitable for the material
Core hole too small

Core hole not deep enough

Chip jammings in flutes

Bad running accuracy

Incorrect positioning of workpiece or tap
Inconsistent feed of tap

Worn tap

Cutting speed not suitable
Increase coolant supply
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Tap Cutting speeds

The cutting speeds for taps depend on following parameters:

@ material of the workpiece You can fin the cutting speed in the product
describtions of the taps in our online-shop.

Just enter the item number into the Search-field
© lubrication and find the cutting speeds in the bottom part of
© and more. the product describtion.

© tap geometries

Lubrication and cooling

It is recommended to use one of the following coolings or lubrications to improve the thread results
andtool life time.

Dry machining and pressurized air

© castiron

© (Cooled) pressurized air is used for chip removal

(@ Most common coolant-lubricant for thread cutting

Thread cutting oil

© Achieving excellent thread surfaces and tool life time

Thread cutting paste

© suitable for forming taps
© good results with horizontal cutting direction

© for bigger diameters and through holes

MQL - Minimum-quantity lubrication

@ cooling by aerosol
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Formula

Technical Information

Rotation speed n minr!
2-m-n
Angular speed 0 5-1 0 =——
60
v - 4o
. R E %
Cutting speed Ve it , _d-mn
€ 7 1000
Feed per revolution f mm
Feed speed Vi mm/min v =f-n
Force F N F =k.-A
F-d
T M N M =——
orque m 5o
Mechanical work w J W =F-U
p =_F_'_H_
Perormance P W 60
P =M m
= Pab_
Efficiency n - Pan
=1
T = 3,141592654
d = Diameter in mm
L = circumference in m
1kW =136 PS
1PS =0,736 kW
15 —60-—-
5 min
/s  =60/min=1Hz
s 2
1 =1Nm=1-_fom
;2
M F.
W =1 _‘] =1 _t'l_nl =1 _EQ__“]_
5 53
UNC UNF UNS UNEF R Bsw BSE TR T (MBS RC gy

w

=41,895 -1
=400 min-1, d =20 mm

I 2 g

-

Ve =25133 m/min

= 400 min -1
= 0,800 mm
= 0,800 - 400
= 320 mmy/min

1
8
=
o
1
=
=
3

=

W =200-0063=126J

F =200N, v ¢ =25,133 m/min
P =8378W
M =2Nm, @ =41,89s -1
P =8378W
Panh=5865F ;,=8378W
58,65
T B378 07
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Round Dies Geometries

v 7 | |

chip hole
Spanloch R

T

spiral entry
Schélanschnitt — E

D  outside diameter b diameter of hole for fixing screw
E thickness a rake angle

a width of tooth B  chamfer angle

c width of notch Y spiral angle

Preparation of workpiece:

© concentrical chamfer - ease entry of cutting

@ workpiece diameter must be less than the nominal diameter

(© Standard chamfer (length, see at the item)
© Spiral entry: free flow of chips ahead of the die and a reducing of cutting torque.

This result in an improved surface finish on the cut threads and longer die life
@ 70° (short chamfer) - chamfer length: 1,25 pitch = 70°

Tolerances for Round Dies

Metric 1SO thread acc. DIN 13 - coarse and fine thread

4h = tolerance class ,fine“

6h = tolerance class ,middle“, for small diameters (up to M 1,4)

6g = tolerance class ,middle” - Standard

6e = undersize tolerance; for bolts that receive a surface treatment or a galvanizing (layer thickness up to 8 pm).
Cutting dies with 6e tolerance are cutting about 0,03 mm smaller than normal cutting dies with 6g tolerance.

8e = undersize tolerance; for bolts that receive a strong surface coating (layer thickness about 16 - 18 pm)

Unified thread UNC, UNF, UNEF, UNS, UN, UNJC, UNJF etc.

3A = tolerance ,fine"“
2A = standard tolerance ,middle“
1A = tolerance ,coarse”

Whitworth pipe thread G (BSP) acc. DIN-ISO 228

A = standard tolerance ,middle“
B = tolerance ,coarse”
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Cutting speeds for Machine Forming Taps

materials tensile strength forming speed in m/min recommended lubrication

construction steels,

free-macining steels, < 600 N/mm? 20-80 Cutt|ng'0||/
. Emulsion
cold-extrusion steels etc.
construction steels, Cutting oil/
heat-treatable steels, < 800 N/mm? 20 - 60 g
Emulsion
cast steels etc.

heat-treatable steels,
cold-extrusion steels, <1000 N/mm? 10-40 Cutting oil
nitriding steels etc.

corrosion and acid proof steels 10 - 25 (with emulsion

. R
ferritic, martensitic SEEULHIT just limitedly applicable) Cutting ol
corrosion and acid proof steels ) 10 - 25 (with emulsion L
austenitic < 950 N/mm just limitedly applicable) Cutting oil
aluminium wrought alloys < 550 N/mm? 15 - 40 Cutt|ng_0|l/
Emulsion
aluminium cast alloys Si < 12% 15-40 Cutting oil/
Emulsion
Cutting oil/
2 -
pure copper < 400 N/mm 20-40 Emulsion
copper-zin¢ alloys < 550 N/mm? 40- 80 Emulsion

(brass long-chipping)

forming (cutting) speed [m/min] = (diameter * m * number of rotation) / 1000
number of rotation n [1/min] = (cutting speed in m/min * 1000) / (diameter * m)
feed programming [mm/min] = number of rotation * pitch

Please notice that the mentioned cutting speeds are only for orientation.

The right cutting speed is depend on lubrication and application.
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