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Tap series
KARCAN THREAD-CUT TAPS

KTS

KTS series machine taps are designed for machining materials of groups P, K, N. First choice
for single and small-scale production.

Range of thread standards: M, MF, BSW, BSP, UNC, UNF, UN, UNS, Pga.
Tap materials: HSS, HSS-E.

KTP series machine taps are high-performance tools with a narrow application profile. All taps have
a ring with a specific color to indicate the materials to be machined.

- materials of Group M; - improved tool steels of Group P; Yellow ring - wrought
alloys of Group N; White ring - machining of gray cast irons of Group K.

Range of thread standards: M.
Tap materials: HSSE-PM, HSS-E, HSSE-VS.

KTU Premium series taps are Hi-class tools for maximum productivity. First choice for difficult-
to-machine materials of groups S, H, as well as for serial and mass production where maximum
productivity and durability are required.

Range of thread standards: M, MF, BSW, BSP G, UNC, UNF, UN, Rp, Pg, Rc, NPT, NPTF.
Tap materials: HSSE-PM, HSS-E, HSSE-V3, VHM.

KTF thread formers are universal tools for machining a wide range of materials that are subject
to plastic deformation.

Series available with and without coolant grooves.
Size range: from M1 to M16.
Thread former materials: HSSE-PM, HSS-E.

These series are used for manual thread machining. KTHM short machine and hand taps are suitable
for both manual and machine tapping.

Range of thread standards: M, MF, BSW, BSP, BSF, UN, UNC, UNF, UNEF, UNS, Pg, NPT, NPTF, Tr.
Tap materials: HSS, HSS-E.

KTD series dies with a wide range of thread standards and sizes. Right and left hand threads
are available.

Range of thread standards: M, MF, BSW, BSP, BSF, UNC, UNF, UNS, Pg, NPT, Tr.
Tap materials: HSS, HSS-E.






THREAD-CUT Tool Selection Guide
THREAD TAP

Stainless Steel
Hardened Steel
Hardened Steel
Non-Ferrous
Heat-Resistant
Alloys (HRSA)

Cast Iron
Metals
Titanium

Steel

Thread type
Helix angle
Material
Standard
Tolerance
Hole type
<54 HRC
>54 HRC

KTso301 INSgEm———" 310 HSS Blnk® o 6H R c o o & @ o o
KTS0307 e A 12 -  HSS Blankt 2% 6H R 6o o o ® @ o o
KTs1001 IESgEe—— 3 10  HSSE  Blank* [3"7';' 6H R % @ ® o o ® ® o o
KTs2001 B A 12 - HSSE Blankt g% 6H ® o o ® ® o o
KTSOS02 e - 2 10 HSS Blank [3”7':' 6H o o o @ ® o o
R E—— B 3 30 HSS Blank* 2% 6H sloele|olalele
KTS1004 —Se=—eilm B 2 10 HSSE Blank [3"7';' 6H R % ®@ O o o ® @ o o

2 e e o
e 2 KTS2004 7 B 3 52  HSSE . 376 6H ® o o O @ o o
KTSll0s s, 2 10 HSSE TiN gl;:l 6H R ® o o & @ o o
KTs2105 —F——_ "= B 12 36 HSSE TN 2% 6H R ‘%‘ ®@ ® o o O @ o o
KTsioos NN B 2 10 HSSE VAP [3"7';' 6H R % ® 0 o o ® ® o o
KTszoos =il - 12 36 HSSE VAP 3% 6H ® o o ® @ o o

e B/ ., DN
TS - -t 3 10  HSSE Blank 6H R ® o o @& ® o o

Az 3N

B/ ., DN o

KTszi02 EEEEEEEEg L 2 20 HSE Bk i 6H R[] @ 0 o o @ 0 o o
KTSO306 TEgmClS (35 2 10 HSS  Blank* 2'7';' 6H R o o o ®@ @ o o

* Optionally available coating




Tool Selection Guide THREAD-CUT
THREAD TAP

Steel

Stainless Steel
Hardened Steel
Hardened Steel
Cast Iron
Non-Ferrous
Metals
Heat-Resistant
Alloys (HRSA)
Titanium

Thread type
Helix angle
Material
Standard
Tolerance
Hole type
<54 HRC
>54 HRC

KTso311 ==oelee C 35 3 24 HSS  Blankt o 6H R o o o @& @& o o
KTS1015 g™ 35 2 10  HSSE Blank* g;';' 6H R ® o o ® @ o o
nk*

KTS2015 TESmieilS (35 3 52 HSSE Bla* 2;'\6' 6H R ® o o ® @ o o
KTSl107 BSgme™ (35 2 10 HSSE TN 2'7';' 6H R ® o o ® @ o o
KTS2109 =k ea® C 35 12 36 HSSE TN g% 6H R ® o o ® O o o
KTS1Olc MESpOSMMS 35 2 10 HSSE VAP [3"7':' 6H R ® o 0 8 @ o o
KTS201c EEUEEDGMMNE 3 12 36 HSSE VAP g’;’: 6H R ® o o ® 3 o o

1) DIN

E| 3 KISl06l e B 310 HSSE Blank* o0 6HX R ® o o @ @ o o
KTSl0e2 ==——=( B 12 - HSSE Blank* g_lllg 6HX R ® o o ® @ o o
KTSl063 DEgmUg™ ( 3 3 10 HSSE Blank 2'7';' 6HX R ® o o @ ® o o
KTSlo64 =M™ ( 35 122 -  HSSE Blank* .2% 6HX R @ o o ® @ o o
KTS10es HNmmmesMms, —p 3 10 HSSE TN g!,';' 6HX R ® o o & @& o o
KTS1066 _—_—__~ B 12 - HSSE TiN g_llg 6HX R ® o o @ @ o o
KTslogy Msameg® € 35 3 10 HSSE TN 2'7';' 6HX R ® o o ® @ o o
KTS1068 —— R am® C 35 12 -  HSSE TiN .3% 6HX R ® o o ® @ o o

* Optionally available coating




THREAD-CUT Tool Selection Guide
THREAD TAP

Stainless Steel
Hardened Steel
Hardened Steel
Non-Ferrous
Heat-Resistant
Alloys (HRSA)

Cast Iron
Metals
Titanium

Steel

Thread type
Helix angle
Material
Standard
Tolerance
Hole type
<54 HRC
>54 HRC

KTs106o (NSNS B 310 HSSE TN o 6HX ® o o ® @ o o
: DIN
KTs1070 =iy - w - HSSE TN o BHX ® o o ® @ o o
KTS1071 IEpempeggs (35 3 10 HSSE  TIAN [3"7';' BHX ® o o @ & o o
. . DIN
kTsiove SN C 3° 1 - HSSE TAIN oo 6HX ® o o ® @ o o
DIN
KTS1023 (s B 3 12 HSSE Blank* 371100 6H R % ® 0 o o ® @ o o
mm)
DIN
S KTS1025 [l B 4 12 HSSE Blank* 371(120 6H ® o o ® @ o o
mm)
DIN
KTS1027 [l B 4 12 HSSE Blank* 371(150 6H ® o o @& @ o o
n mm)
&
KTS2107 el - 3 10 HSSE Blank* [3”7';‘ 6H ® o o ® & o o
, DN
KTS2108 So———fjaas B 24 HSSE Blank* o GH ® o o ® @ o o
KTSlozs IEEppee—— 3 10 HsSE Blankt 0N en L \%\ ®@ 0 ©c 0o 3 @ o o
= 371 A7 |
DIN
KTs2028 e 2 24 HSSE  Blank* 6 L |} @ 0 o o 3 0 o o
376
nk*
KTS2204 =588 B ;035 2Ix15 HSSE Bla* 2;'1\: 6H R ® o o ® & o o
Blank*
S KTs2z0s =——=jSR 20 52x4 HSSE ., DIN3T4 6H R ® o o ® @ o o
Blank*
KTs2z2c Topt e (35 3035 215 HSSE .3;'2: 6H R ® o o ® @ o o

* Optionally available coating




Tool Selection Guide THREAD-CUT
THREAD TAP

Steel

Stainless Steel
Hardened Steel
Hardened Steel
Cast Iron
Non-Ferrous
Metals
Heat-Resistant
Alloys (HRSA)
Titanium

Thread type
Helix angle
Material
Standard
Tolerance
Hole type
<54 HRC
>54 HRC

Blank*
Y krsozee SUSTOMED (3 207 S0 WSSE o, On 6H R @ o o d @ o o
DIN
KTS1304 =gl 178 11/2 HSSE Blankt R ® o o ®@ @ o o
2 2184-1
0
“ DIN
KTS1315 el 35 /8 11/2 HSSE  Blank* R ® o o ® ® o o
2184-1
Blank*  DIN
KTS2504 ==———gls B V8 2 HSSE e R ® o o ® & o o
o DIN
U kTs2s2l e V8 2 HSSE Blank 6H R ® o o @ @ o o
o 5156
nk* DIN
KTS2516 ===t MlS C 35 18 2  HSSE Bla* s R ® o o ® @ o o
Blank*  DIN
KTS1604 To———gsssil Nr4  11/2  HSSE S ey 2B R ® o o @ @ o o
n U )
£
Blank*  DIN
KTslels ===gmoMlES (35 Ne& 11/2  HSSE 28 R ® o o ® @ o o
* 18441
Blank*  DIN
KTS1704 =————5S8 B Nes  11/2  HSSE B R ® o o ® @ o o
m * 2184-1
4
|
Blank*  DIN
KTS1715 Do (35" N4 11/2  HSSE 2 R ® o o ® @ o o
* 21841
DIN
KTS2804 5 B 11/8 2 HSSE  Blank* o 2B R ® o o @ O o o
4
5
DIN
KTS2g1s ISl 35 118 2 HSSE  Blank* 2 R ® o o ® @& o o
2184-1
n DIN
Z kTs2s21 = 18 3 HSSE Blank* 2B R ® o o ® @ o o
2 2184-1
DIN
§ KTszo01 e 7 48  HSSE Blank* ey R ® o o ® @ o o

* Optionally available coating




THREAD-CUT Tool Selection Guide
THREAD TAP

KTP SERIES

Stainless Steel
Hardened Steel
Hardened Steel
Non-Ferrous
Heat-Resistant
Alloys (HRSA)

Cast Iron
Metals
Titanium

Steel

Thread type
Helix angle
Material
Standard
Tolerance
Hole type
<54 HRC
>54 HRC

DIN
N
KTP102g HE=——ssssme g 310 HSE Bankt ) 6 R Mo o o o0 o o
DIN
KTP1030 STl g 22 36 HSSE Blank* 176 6H ® o o o @ o o
: DIN
KTPlO3] —freeeesisse p 3 10 HSSE TiN . 6H R ® 0o o o O o o
' DIN '
KTP1Oo32 S=i==mmmie. 12 36 HSSE TiN 376 6H R } ‘ ® € o o o O o o
DIN
KTP1033 N § 3 10 HSSE VAP g 6 R ®@ o o o @ o o
DIN
KTP1034 EEEEENNNNNS B 2 36 HSSE VAP 5 6H R ®@ 0o o o @ o o
r— O
KTP1035 B 30100 o TAN o 6 R Il «# @ 0 0 c 0 0 o
HSSE- . DIN
. -
. KTP1036 B 12 M TIiAIN 376 6H ® O o o O o o
o =
KTPl037 ME==o—CM 35 3 10  HSSE  Blank* [3"7';' 6H ® 0o o o @ o o
KTP1038 ™=t ( 35 12 36 HSSE Blank* g% 6H ®@ o o o @& o o
. : DIN
KTP1039 T =oprale € 35 3 10 HSSE TiN = 6H ®@ o o o @ o o
. ' DIN
KTP1040 =F==pouMld C 3 12 36 HSSE  TiN S | ®@ o o o @& o o
KTP1041 EONTSSRNME C 3> 3 10 HSSE VAP [3"7';' 6H ® 0 0o o @ o o
. DIN
KTP1O42 EESSml ( 35 12 36 HSSE VAP 3 o ® 0 o o O o o
HSSE- . DIN
— - ] o
KTP1043 C 35 3 10 PN TiAIN 7 6H ® ® o o @ o o
KTP1044 =“EENPu® ( 35 12 T T i 6H ® ® o o @ o o

PM 376




Tool Selection Guide THREAD-CUT
THREAD TAP

KTP SERIES

Steel

Stainless Steel
Hardened Steel
Hardened Steel
Cast Iron
Non-Ferrous
Metals
Heat-Resistant
Alloys (HRSA)
Titanium

Thread type
Helix angle
Material
Standard
Tolerance
Hole type
<54 HRC
>54 HRC

KTP1045 — B 3 10 | Ll 6H R % ® o ® o @ o o o

V3 3n

N R e I

KTP1046 V3 376

B 3 10 MF gy Vg g

KTP1047 V3 371

HSSE- . DIN
B 12 30 3 TiCN 376 6H R

[ ]
o
(=]
o
[ ]
o
o
o

KTP1048

B T e I I

KTP1049 | V3 371

HSSE- DIN

P—
EE—
E——
)
Pe—
KTP1050 C 400 12 36 ™ Blank* 376 6H R
=
- =~ =
EE————
E—————
S—
>

C 40° 3 10 H3SE- TiCN DIN 6H R

KTP1051 V3 371

c ow = 30 ™F gy el 6H R

KTP1052 V3 376

KTP
M

B 3 10  HSSE  Blank* DIN 6H R

KTP1053 3N

B 12 30 HSSE Blank* DIN 6H R

KTP1054 376

C 45 3 10 HsSE Bankt OV ey R

KTP1055 371

C 45 12 30 HSSE Blank* DIN 6H R

KTP1056 376

KTP1lO57 S - 3 10 HSSE Blank* g;';' 6HX R o o o @ o o o
KTPlOSg BEie— 12 20 HSSE  Blank* 2.',': 6HX R o o o @ o o o
KTP1059 - e C 3 10 HSSE  TiCN g;l;l 6HX R ©o o o @ o o o
KTP1060 =S ( 2 20 Hsse v 0N eux R slelelolelele

376




THREAD-CUT Tool Selection Guide
THREAD TAP

KTU SERIES

Stainless Steel
Hardened Steel
Hardened Steel
Non-Ferrous
Heat-Resistant
Alloys (HRSA)

Cast Iron
Metals
Titanium

Steel

Thread type
Helix angle
Material
Standard
Tolerance
Hole type
<54 HRC
>54 HRC

KTUS000 | B 1 10 HSSE Blank* [3”7';' 6H R % @ o o o & ® o o
Type U

KTUSOOl S e B 12 36 HSSE Blank* g;'g 6H c o o & @& o o
Type U

KTusooz TEtSge C 3 1 10 HSSE Blankt 0N 6 6o 0o 0o @ @ o o
Type U

KTUSO0O03 :ﬂ C 35° 12 36 HSSE Blank* 2;'(\5' 6H o o o @ @ o o
Type U

KTUS004 i B 2 10 HSSE TiN [3”7';' 6H ® o o ® @ o o
Type U

KTUSO0S Eocmmgm— g m 36 HsE TN DN 6 @ o 0 0 0 o o
Type U

KTUSOO06 e eae C 35 2 10 HSSE TiN [3"7';' 6H ® o o ® @ o o
Type U

KTUSOO7 e C 35 12 36 HSSE TiN 2;': 6H ® o o ® ® o o
2 Type U

; : DIN

KTUS008 Sim— B 2 10 HSSE TAN L 6H ® o o ® @ o o
Type U

KTUS009 i B 12 36 HSSE  TiAIN 2;'(\5' 6H ® o o ® ® o o
Type U

KTUSO10 it C 35 2 10 HSSE TiAIN [3”7':' 6H ® o o ® @ o o
Type U

KTUSOLl ey C 35 12 36 HSSE  TAIN 2% 6H ® o o & ® o o
Type U

KTUSO12 ieeees B 2 10 HSSE AlCro [3”7';' 6H ® o o ® @ o o
Type U

KTUSO13 e B 12 36 HSSE  AlCro 2% 6H ® o o O @ o o
Type U

KTU9014 — Jmlime C 35 2 10 HSSE  Allro [3"7';' 6H ® o o ® @ o o
Type U

DIN

KTUSO015 —amailllme C 35 12 36 HSSE Allro 76 6H

Type U




Tool Selection Guide THREAD-CUT

p—y - - +—
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g &£ 8 w T
& 0n n 3 U
° ° S s
7 o @ S 5 o E
9 S § £ vy 3
o c ! © > c
§ 5§ T T g sE®I &
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Thread type
Helix angle
Material
Standard
Tolerance
Hole type
<54 HRC
>54 HRC

KTUS036 e | B 2 10 HSSE Blankt g;';‘ 6H R % ® o o o ® @ o o
Type P

KTUS037 e B 122 52  HSSE Blank* 3[3!/'(\5' 6H R o o o & O o o
Type P

KTuso3s Twiaa C 3% 2 10 HWSSE Bank® D0 6H R 6o o 0o @ @ o o
Type P

KTUS039 ﬂ C 38° 12 45 HSSE Blank* 2;': 6H R o o o ® ® o o
Type P

KTUS040 i B 25 10  HSSE Blank* g!,';' 6G R o o o @ O o o
Type P

KTUS041 = B 12 24 HSSE  Blank 2;': 66 R ® o 0 3 0 o o
Type P

KTUSO042 ey C 38° 2 10  HSSE Blank* [3”7';' 6G R ® o o ® @ o o
Type P

KTUS043 S C 38° 2 45 HSSE Blank* g)_lllg 6G R ® o o O ® o o
= Type P

E : DIN

KTUSD44 e | B 3 10 HSSE Blamk* . 7GR ® o o ® & o o
Type P

KTU9046 immenge C 38 2 10 HSSE Blank* [3”7';' G R ® o o ® @ o o
Type P

KTUSD48 e B 3 10 HSSE Blank* [3’!,';' 6H L o o o @O ® o o
Type P

DIN Il
— —m——— +

KTUS049 — B 24 HSSE Blnkt o 6L \%\ @ 0o 0o 0 @ & o o
ype

KTUSOSO ESymew==mw C 38 3 10  HSSE Blank® N BH L 6 o o @ ® o o
Type P

KTUSOS1 Emmmme——fies. (38" 12 24  HSSE Blank* g_lllg 6H L o o o ® @ o o
Type P

DIN 6H*
— +

KTUS052 : - ,P B 3 10  HSSE Blank B 01 R ® ® o o O ® o o

ype
"
KTUSOS53 et B 22 20 HSSE Blank* _3_% 50H1 R ® o o @ @ o o

Type P




Tool Selection Guide

THREAD-CUT
THREAD TAP

14

KTU SERIES

Thread type

Helix angle

Material

Standard

Tolerance
Hole type

Steel

Stainless Steel

Hardened Steel

<54 HRC
>54 HRC

Hardened Steel

CastIron

Non-Ferrous

Metals

Heat-Resistant
Alloys (HRSA)

Titanium

KTUS054 ety 38 3 10 HSSE Blank* o o1 ® o o ® @ o o
Type P '
o
KTUSO0S55 S 38° 12 24  HSSE Blank* g;'(\;l 60H1 ® o o ® ® o o
Type P '
KTUSOSE 4 10 HSSE Blank* g;';‘ 6H R ® o o @ @ o o
Type P
DIN i
 ——— +
KTUSOS?7 it ? 20 HSE Bk g 6 RO f] @ 0 o o 00 o o
Type P
KTUS058 Sy 38° 4 10  HSSE  Blank* [3”7':' 6H ® o o ® @ o o
Type P
KTUS059 S 38 12 20 HSSE  Blank* 2% 6H ® o 0 8 0 o o
Type P
KTUS020 o —— 2 10 Hg?}f' Blank* [3”7';' 6H ® o o o o o o
Type P
E— HSSE- ., DN
) KTUS021 ___T___P 12 24 M Blank 376 6H ®@ 0o o o o o o
ype
; : HSSE DIN
KTUSO22 o 8 2 10 T, Bank" o 6H ®@ o o o o o o
Type P
. HSSE- " DIN
KTUS023 S 3 12 24 py  Blank 376 6H ® 0o o o o o o
Type P
KTUS060 310 HE,;IE TiCN [3”7':' 6H R ®@ o o o o o o
Type P
HSSE- ) DIN '
KTUSOB! Sm— 2 36 oo TN oo 6 R \%\ @ @ 0o 06 0 o o o
Type P
KTUS0E2 i 3 3 10 Hgi‘,‘f TiCN [3”7';' 6H ® o o o o o o
Type P
o HSSE- ) DIN
KTUSO63 S 8 1 36 T, TN 36 Of Ole|e|e|e|e|e
Type P
KTU9102 [— 2 10 HSSE VAP [3”7';' 6H R % ©c @ o o o o o o
Type M
KTU9103 w 2 36 HSSE VAP g% 6H o @ o o o o o o
Type M




Tool Selection Guide THREAD-CUT
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Q 3 3 u  8<
& 0n n 3 U
° ° S s
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Thread type
Helix angle
Material
Standard
Tolerance
Hole type
<54 HRC
>54 HRC

KTU9104 e C 38 2 10 HSSE VAP 2'7';' 6H R

Type M
KTUS10S R C 3¢ 8 36 HSSE VAP 3[,’;':_)' 6 R gl Olelelele|e|e
Type M
y DIN
KTUSI32 | B 3 10 HSSE TN an 61 R ®@ o o ® o o o
Type M
KTUSI33 Eemgeeeess 2 36 Hse Tn DN ey R \%\ ® @ o o ® o o o
L e 376 i
Type M —
o § DIN
KTUS134 —i—emee C 38° 3 10 HSSE TN an 60 R ® o o O o o o
Type M
o . DIN
KTUSI35 e C 38° 12 36 HSSE TN 56 o0 R ®@ o o ® o o o
Type M
HSSE- DIN
KTUS106 i g 2 w0 0 xwe 2N ex R J] 0 @ o o 0 o o o
Type M
KTUS107 e B 2 2 M™F e N gk R ®@ o o ® o o o
5 o PM 376
ype
I; b3
KTUS108 ik C 50 2 10 Hg:f KSwC 2'7';' 6HX R ®@ o o ® o o o
Type M
KTU9100 iR C 500 2 24 HSE yome IV gux R ®@ o o ® o o o
PM 376
Type M
KTul3s gy C 15 3 10 HSE ey OV gux R o o o @ o o o
e PM 3N
Type K
. HSSE- . DIN
KTuolzo gl C 1 1 20 O TN o 6HX R ® o o o @ o o o
Type K
HSSE- . DIN
KTUS140 i B 2 10 T, Ni an o0 R ©o o o o o o @ o
Type S
HSSE- . DIN
KTUSIAl s B 12 20 PN Ni 376 6H R ©o o o o o o @ o
Type S
o HSSE- . DIN
KTusl4z — e C 25 2 10 M Ni I 6H R o o o o o o @ o

Type S

DIN

o HSSE- .
KTU9143 C—amadlilee C 25 12 20 - Ni 76 6H R

Type S




THREAD-CUT Tool Selection Guide
THREAD TAP

KTU SERIES

Stainless Steel
Hardened Steel
Hardened Steel
Non-Ferrous
Heat-Resistant
Alloys (HRSA)

Cast Iron
Metals
Titanium

Steel

Thread type
Helix angle
Material
Standard
Tolerance
Hole type
<54 HRC
>54 HRC

HSSE- DIN
KTUS144 iy B z 10, NT n 6H ©o o o o o o o @
Type S
HSSE- DIN
KTUSLAS i B 2 20 PM NT 376 6H o o o o o o o @
Type S
o HSSE- DIN
KTUSl46 — Jjmailie C 25 2 10 - NT n 6H ©o o o o o o o @
Type S
. HSSE- DIN
KTUS147 —amadlime C 25 7 20 oM NT 376 6H o o o o o o o @
Type S
KTUS168 i D s 10 M oy N gx o o @ ® o o o o
PM 3n
Type H
KTU91ES s D 2 20 "F gy N gy | e |O|©|e|e| e e
s PM 376
Type H
) DIN
KTUS170 i D 2 10 VHM TAIN o 6HX o o o @ o o o o
Type H
KTUS171 s D 2 16 VHM TAN g% 6HX R |l e | |0O|le|e| e e
Type H
o
E Am—— M5 gan DI
g KTUS407 A 2 24 V3 Blank 357 6H R o o o o o o e @
—— —=
Type S
e,
Rem— HOSE piaps  DIN
KTUS413 A 3 24 M Blank 357 6H R o o @ ® o o o o
—
Type H
KTUSOB4 S B 3035 5%0.5 HSSE  Blank* [3”7';' 6H R o o o @ @& o o
Type P
e — o DIN n
KTUSOB4 e B 605 202 HSE Bank® o 64 R[] @ o o o 0 0 o o
Type P el
e — DIN
KTUS0ES S B 20 523 HSSE Blank o 6 R[] @ o o o @ 0 o o
(T8 Type P
b3
KTUSOSE T ®ign (35 3035 6x05 HSSE Blank® N 6 6o 0o 0 0 @ o o
Type P
KTUSOB6 T e € 38 6075 20k2 HSSE  Blank* 3;'1\: 6H 6 0o 6 0 @ o o
Type P
KTUS067 T mige (38 25 5215 HSSE  Blank* ?;'z“, 6H 6 o o 0 ® o o
Type P




Tool Selection Guide THREAD-CUT

p—y - — +—
o] [ [ c
Q L3 v E<
o0 [Va) (%) 3 In1%
° ° S s
7 o @ S 5 o E
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o c ! © > c
g 5§ T T % s£Bo &
- o © © © o U= =
0 n T T U Z2 I F

Thread type
Helix angle
Material
Standard
Tolerance
Hole type
<54 HRC
>54 HRC

KTUSO0G8 E-m-h B 8x1  20x1.5 HSSE  Blank* 378 6G R o o o & ® o o
Type P
KTUS072 i B 81 20x1.5 HIS,;IE' TiCN S;IL\: 6H R Ole|e|e|e|e|e
Type P
KTUSO74 Sommpriliy C 387 8a  20x15 Hgi}f TiCN ?;'z\: 6H R ®@ o o o o o o
Type P
DIN
KTUS1lO R © BOT5 20x15 HSSE VAP L 6H R ODle|e|e|e| e|e
Type M
DIN
KTUS111 * B 22x15 30x1.5 HSSE VAP 37 6H R ®@ o o o o o o
Type M
o DIN
KTUS11? e C  38° 8075 20x15 HSSE VAP g, o0 R Ole|e|e|e|e|e
Type M
o DIN
KTU9113 “ C 38 22x15 30x1.5 HSSE VAP 37 6H R ® o0 o o o o o
Type M
KTUSILYA g g w2065 "o kwe D0 eix R [ 0 @ o o 0 o o o
Type M e
) .
g "z" KTUS115 # B 22x15 24x15 Hgﬁ KSwC g;ﬁ 6HX R ®@ o o ® o o o
Type M
KTUSlle Eaageik C 38 &1 20x15 Hgi’f Kswc g;ﬁ 6HX R ®@ o o ® o o o
Type M
KTuoLy gl (38 245 24x15 Hgi,f KSWC 3'3% 6HX R ® ©c 0 ® o o o
Type M
T —— i DIN
KTU9178 s B 8x0.75 20x1.5 HSSE TiN 374 6H R ® o o @ o o o
Type M
T —— i DIN
KTU9179 s | B 22x15 30x1.5 HSSE TiN 74 6H R ®@ o o ® o o o
Type M
o y DIN
KTU9180 S C 38° 8x075 20x1.5 HSSE  TiN 374 6H R ®@ o o ® o o o
Type M
o § DIN
KTU918l e C 38° 22a5 30x15 HSSE  TiN 374 6H R ® o o ® o o o
Type M
KTUS148 e B 81 20x15 HE,:,IE' Ni ?;'z\: 6H R o o o o o @ o
Type S
KTU9150 = amaillme C 25 81 20x15 Hgi}f Ni 2;'[\: 6H R o o o o o @ o

Type S
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THREAD-CUT

2
E L —
X

Type M

Thread type

BSW

BSP G

UNC

ﬂ

THREAD TAP
KTU SERIES

KTUS088

KTUS089

KTUSO76

KTUSO077

KTUSO78

KTUSO079

KTUS118

KTUS119

KTUS120

KTuS121

KTU9182

KTUS183

KTUS080

KTUSO081

KTUS082

KTUS083

KTuUS122

J'l

Type P

ﬂ

Type P

ﬂ

Type P

H

Type P

N

Type P

:

Type P

Type M

Type M

H

Type M

|

Type M

|

Type M

|

Type P

i

Type P

Type P

:

Type P

Type M

Helix angle

38°

38°

38°

38°

50°

38°

38°

38°

1/8

1/8

1/8

1/8

1/8

1/8

1/8

1/8

1/8

1/8

1/8

1/8

Nr.2

Nr.2

Nr.4

Nr.4

Nr.4

11/2

1/2

1/2

3/4

3/4

11/2

13/4

3/4

3/4

Tool Selection Guide

Material

HSSE

HSSE

HSSE

HSSE

HSSE-
PM

HSSE-

HSSE

HSSE

HSSE-
PM

HSSE-

HSSE

HSSE

HSSE

HSSE

HSSE-
PM

HSSE-
PM

HSSE

Standard

Blank® 2101;2-1
Blank* 21[22-1
Blank* 5[1'5'\2
Blank* 5[1!“6
TiCN 5'31'5'\:5
TicN 5[1'5”6
VAP 5[1'5'\'6
VAP 5[1'5”6
KSWC 52'5'\'6
kwe it
TiN 5[;'5”6
TiN 5[1'5'\:3
Blank* 21%'2'_1
Blank* 21%'2'_1
LY 21[221-1
TicN 21[22-1
W gy

Tolerance

6H

6H

6H

6H

6H

6H

6H

6H

6H

6H

2B

2B

2BX

2BX

2B

Hole type

Steel

Stainless Steel

Hardened Steel

<54 HRC
>54 HRC

Hardened Steel

CastIron

Non-Ferrous

Metals

Heat-Resistant
Alloys (HRSA)

Titanium




Tool Selection Guide THREAD-CUT

p—y - — +—
o] [ [ c
Q 3 3 u  8<
& 0n n 3 U
° ° <} nE
4 ¢ 9 5 5 ¥T E
9 S § £ vy 3
— = "o c
¥ £ BT P g cf B8 &
= 3 T ] c 0% o= =
n n T T U Z2 I F

Thread type
Helix angle
Material
Standard
Tolerance
Hole type
<54 HRC
>54 HRC

KTUS123 C 38" Ne& 1 HSSE VAP 2105;2-1 B R alolelelele|s|s
Type M
KTUS184 == Nres 1 HSSE  TiN DIN 2B R ‘%‘ ® ®€ o o @® o o o
e 2184_1 L i
Type M E—
. ) DIN
KTU9185 e C 38° Ne& 1 HSSE  TiN sseq B8 R ® o o ® o o o
Type M
HSSE- DIN i
KTUS124 e g na 3/ TOPF KSWC o v 28X R \%\ O @ o o @ o o o
Type M —
y HSSE- DIN
z = 7 L
Z KTuslas C 50° Nr&  3/4 M KSWC 2184-1 2BX R ® o o @ o o o
Type M
HSSE- ) DIN
KTUSLS56 e B Neg  1/2 PN Ni 21861 2 R ®© | ®|o®|® | 6|0
Type S
o HSSE- . DIN
KTU9157 ﬂ C 25° Nes  1/2 oM Ni 21841 2B R o o o o o @ o
Type S
HSSE- DIN
KTUSISS e B Nrs  3/8 PN NT 21861 2 R ® | ® o || ||
Type S
2 o HSSE- DIN
g KTU9159 —amcililee C 25 N4 3/8 oM NT enq 28 R o o o o o o @
Type S
KTUSO84 e B Nr2 11/2 HSSE  Blank* 21%'2_1 2B R o o o & O o o
Type P
KTUS085 ﬁ C 38 Nr2 11/2 HSSE Blank* 21%'2_1 2B R o o o @& @ o o
Type P
HSSE- " DIN
KTUSOSE Sl B N6 1/2 pm TN 0., 28X R ® 0o o o o o o
Type P
KTUS087 ey C 38° N4 172 ST DN "~ 25x R ® o o o o o o
L PM 2184-1
Type P
z
- DIN
KTU9126 N B Nee 1 HSSE VAP e4q 28 R ®@ 0o o o o o o
Type M
o DIN
KTUS127 C 38 Nr6 1 HSSE VAP 21861 2B R ® o o o o o o
Type M
————d—— i DIN
KTU9186 ey B Nr.6 1 HSSE  TiN 21841 2B R ®@ o o ® o o o
Type M
. ) DIN
KTU9187 Z——eeeue C 38 Ne8 1  HSSE  TiN sseq B R ® o o ® o o o
Type M




THREAD-CUT Tool Selection Guide
THREAD TAP

KTU SERIES

Stainless Steel
Hardened Steel
Hardened Steel
Non-Ferrous
Heat-Resistant
Alloys (HRSA)

CastIron
Metals
Titanium

Steel

Thread type
Helix angle
Material
Standard
Tolerance
Hole type
<54 HRC
>54 HRC

HSSE- DIN

KTUS128 s B Nelo 3/4 T KSWC o0, 28X ® o o ® o o o
Type M
o HSSE- DIN
KTU9129 il C 50" Nei0 3/4 om KSWC o, 28X ®@ o o ® o o o
Type M
HSSE- . DIN
. KTUSLE0 e B Ne6 1/2 PN Ni 2184-1 2B @ |l @e|le|le|le|0O|e
Z Type S
- HSSE- DIN
KTU916l — il C 25° N6 172 BN Ni neny 2B o o o o o @ o
Type S
HSSE- DIN
KTUSLE2 e B N6 3/8 PN NT 21861 2B o o o o o o @
Type S
o HSSE- DIN
KTU9163 = amadillee C 25 N6 3/8 B NT  ogaq 2B o o o o o o @
Type S
P KTUSD90 St 7 48  HSSE Blankt 0N ® o 0o ® @ o o
Type P
KTUS092 o B 8 1 HSSE Blankt DN R % ® ® o o ® ® o o
[T 5156 ‘
=] Type P
'_
= DIN
KTUS093 ﬂ C 38 w8 1 HSSE  Blank* 5156 ® o o & @ o o
(2L Type P
o
DIN
KTUS130 g B Ve 1 HSSE VAP o Rl o @ 0o o 0 0o o o
Type M
o DIN
KTU91S] gl C 38 V8 1 HSSE VAP 5156 ® o o o o o o
Type M
. DN
KTuso94 i C 8 1 HSSE Blank® oo ® o o & @ o o
5} Type P
@
o " DIN
kTuoe LRI C 38 ¥8 1 HSSE TN @ o o O o o o
Type M
. DN
KTuoogs (s C V6 2 HSSE  Blank' oo ® o o ® ® o o
E Type P
“ DIN
kruo1s7 DN C 38 Ve 1 HSSE v o ®@ o o o o o o
Type M
= DIN
o KTusogs DlEEGGESSE C 116 2 HSSE Blank* ® o o ® ® o o
= 1 5156

Type P




Tool Selection Guide THREAD-CUT
THREAD TAP

KTF SERIES

Steel

Stainless Steel
Hardened Steel
Hardened Steel
Cast Iron
Non-Ferrous
Metals
Heat-Resistant
Alloys (HRSA)
Titanium

Thread type
Helix angle
Material
Standard
Tolerance
Hole type
<54 HRC
>54 HRC

— ] i
KTF1800 C 1 14 M TiN 7 4HX R ® o o o @@ O O
HSSE- ' DIN
— !
KTF1900 C 16 25 M TiN 37 6HX R ® o o o @ O O
KTF1900 ™R 3 10 HSSE TN [3"7';' 6HX R @ o o o 0 O
KTF1900 Hlil  C m 16 HsE TN DN eHx R @ c o 0o @0 O
HSSE- DIN
| —— ! +
KTF1902 ¢ C 1 14 M Blank 37 4HX R ®¢ o o o e O O
KTF1902 F=—hmmssmes ( 16 25 "F e Ny R @ c 0o o @0 O
- PM 3n
s
KTF1902 r—=—jmmmssss ( 3 10  HSSE Blank* [3)'7';' 6HX R ® @€ o o o e 0 O
KTF1902 ——= el C 2 16 HSSE Blankt DN eHx R ® @ 0o 0o o @ O O
376
KTF1903 i . 3 10 wse v 0N 6ix R [l e @ o o o @ 0 0
With flutes g
KTF1903 m———TBam C 22 16 HSSE TN g;': 6HX R ® @ © o o @ O O
With flutes
KTF1905 mimcimemmes C 3 10 HSSE Blank* 2'7';' 6HX R % ® @ ©c o o @ O O
With flutes
KTF1905 e C 12 16  HSSE Blank* g% 6HX R ® @ © o o @ 0 O

With flutes
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THREAD-CUT
THREAD TAP

KTH SERIES

Thread type

A
KTHO105 A s
i i—
—
[0
KTHO107 s
E——
—
b3
KTHOS13 S
[
KTHO109 B e
E———
—
w
)
KTHO115
T —
£
X
m
[ e—
KTHO122
E—
————— —
S
b3
w
)
KTHO142
I
————— —
w
)
KTHO143
e —
————— —
e
% KTHO135 S s
[11]
i ———
—
w
)
KTHO155
I
o
un
LY w
[ —
KTHO159
E—
———— —

* Optionally available coating

Helix angle

25x035

2Ix15

6x0.75

22415

1/16

1/8

1/8

60

30

24

30

21x1

52x4

20x2

24x15

Tool Selection Guide

Material

HSS

HSSE

HSSE

HSS

HSS

HSS

HSSE

HSSE

HSS

HSS

HSSE

Blank*

Blank*

VAP

Blank*

Blank*

Blank*

Blank*

Blank*

Blank*

Blank*

Blank*

Standard

Tolerance

DIN
3 oM
DIN
352 oM
DIN
3 oM
DIN
352 N
DIN
g M
DIN
g oM
DIN
g M
DIN
g M
DIN  stand.

2184-2 BSBA
DIN
5157 N
DIN
5157 N

R

1.

o)

el

el

Steel

Hole type

Stainless Steel

o

o

Hardened Steel

<54 HRC
>54 HRC

Hardened Steel

CastIron

Non-Ferrous

Metals

Heat-Resistant
Alloys (HRSA)

Titanium




Tool Selection Guide THREAD-CUT
THREAD TAP

KTH SERIES

Steel

Stainless Steel
Hardened Steel
Hardened Steel
Cast Iron
Non-Ferrous
Metals
Heat-Resistant
Alloys (HRSA)
Titanium

Thread type
Helix angle
Material
Standard
Tolerance
Hole type
<54 HRC
>54 HRC

#
o —— DIN
+
g KTHO157 B 1/8 3 HSS  Blank 5157 6H L o o o O @ o o
w
Ui KTHO145 B 3/16 1 HSS  Blank* U] R o o o @ @ o o
M IE———— 2184-2
e
) 1/ Blank*  DIN
[ 6
% KTHO165 S s A N1 2 HSS " 2184-2 2B R o o o @ @ o o
e
#
L —_— 11/ Blank*  DIN
% KTHO175 B N°0 2 HSS N 2184-2 2B R ® o o o O @ o o
m —— — 1/ DIN
% KTHO177 B N°12 16 HSS  Blank* 2184-2 2B R ® o o o @ @ o o
“
% KTHO167 B /4 3 HSS  Blank* - 2B R ® o o o O ® o o
=) ——— 2184-2
=
= e — DIN
4@ KTHO191 e 7 48 HSS Blankt oo o 28 R o o o ® @ o o
a‘“‘”“"“' N
E KTHO181 o 1716 4 HSS  Blank* 21%'2‘_2 R @‘ ® o o o @ @ o o
NN
KTHO193 Immmitiiiiiils B 10 32 HSS Blank* H R ©o o o @ @ o o
S
k+
F KTHOls3 Tmmmifiilifiitie B 10 40 HSSE Bla:n H R ® @ © o 0 O o o
Sampivarae
KTHOlgo TEEmidiiils B 10 40 HSSE Blankt H oL ®@ o o 0 O o o

* Optionally available coating




THREAD-CUT Tool Selection Guide
THREAD TAP

KTHM, KTN SERIES

Stainless Steel
Hardened Steel
Hardened Steel
Non-Ferrous
Heat-Resistant
Alloys (HRSA)

Cast Iron
Metals
Titanium

Steel

Thread type
Helix angle
Material
Standard
Tolerance
Hole type
<54 HRC
>54 HRC

KTHMO202 S A 3 12 HSS Blank* 53 6H R o o o @ ® o o
KTHMO204 == _®8 3 24 HSS Blankt gg 6H R o o o @ @ o o
S KTHMO20s ===_""m 3 3 24 HSSE Blank* 3D$ 6H R ® o o O O o o
KTHMp205 Bttt € 1 56 HSS Blankt gg 6H R o o o @ @ o o

KTHMO210 ==  ( 35° 3 24  HSS Blank* g’g 6H R

E——— 3035 2Ix1 HSS Blank* il 6H R

KTHMO220 5 — s 5184 o o o O ® o o
L
b3
KTHMOz21 B C 215 52x4 HSS  Blankt Z[;Ii|3\|1 6H R o o o O @ o o
2 [S————— DIN
n KTHMo235 == C 1716 2 HSS  Blank* 6H R o o o @& @ o o
0 2184-2
o DIN )
5 KTHMoz25s I C V8 2 HSS Blank* . 6H R @‘ ®@ o o o ® ® o o
u DIN
L e————
% KTHMO260 = s C 14 1 HSS  Blank* 2184-2 2B R ® o o o O @ o o
L DIN )
E—”
§KTHM0270__-=— C /4 1 HSS  Blank* 2184-2 2B R % ®@ o o o O @ o o
|_ W
%KTHMoasoa C 716 2 HSS  Blankt R ® o o o O ® o o
L
£ kTHMO282 e —— 1716 2 HSS  Blank* R o o o @& @ o o
z
2/3x
S KTN33g9 D= = 3 24 HSSE Blank* 6H R ® o o ® ® o o
2/3x
KTNOS31l Sm———m B 10 36 HSS Blank* TH R o o o @ @ o o
L 2/3x o
F KTNO292 Smm——= B 10 40 HSSE Blank TH R ® o o ® @ o o
2/3
KTNO293 S———— 10 40 HSSE Blank* TH L ® o o ® @ o o

X2




Tool Selection Guide THREAD-CUT

p— = = +—
[} [J)

[ S~

Q o 2 0 g<

& n n 3 1%l

" o © e HE

h ] ] S = oL €

g 5§ 5 £ &ueay 3
= = o S = Im 4> T
3 = =4 = h €4 ®o ©
po] o] I} T T 0% o= =
0 n T T U Z2 I

Series

Thread type
Helix angle
Material
Standard
Hole type
<54 HRC
>54 HRC

Tolerance

KTDO402 G?ﬁ B 1 60 HSS Blank* gy\; 6g R ®@ o o o O @ o o
KTD0404 G’_?‘\ B 3 52 HSS Blank* 2D£|\3| bg L ®@ o o o O @ o o
KTDO406 G?ﬁ B 3 52 HSSE Blank* gg 6g R ® € o o O O o o
b3
DIN
KTDO409 B 2 52 HSSE VAP 223 6g R ® @€ o o O O o o
ktooaos (G B 3 12 HSs Blank* D25x9 6g R e 0o 0000 0 o
N DIN
KTDO502 A B 3 68  HSS Blank* 382 6g R ®@ o o o O O o o
o)
E KTDO414 ":'r‘f\ B 2025 20x2 HSS Blankt gg 6g R ® o o o O ® o o
~ + DIN
KTDO415 ? e B 215 56x4 HSS Blank 223 6g R ®@ o o o O @ o o
L ~ + DIN
S KTDO417 P B 4x05 20x1.5 HSS Blank 2723 bg L ® o o o O @ o o
KTDO514 @; B 3035 20x2 HSS Blank* ggg 6g R ®@ 0o o o O O o o
KTDO515 @; B 25 52x3  HSS  Blank* ggg bg R ®@ o o o O ® o o
2 ~ + DIN
i KTDO436 ki?ﬁ B 1716 2 HSS  Blank 273 6g R ®@ o o o O @ o o

KTDO452 G?‘\ B 1/8 3 HSS  Blank* gg 6g R ® o o o O O o o

o
un
11]
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THREAD-CUT

[m]
-
X

Thread type

NPT Pg UNS UNF UNC BSF BSP

Tr

THREAD TAP
KTD SERIES

KTD0O458

KTD0O444

KTD0462

KTDO472

KTDO466

KTD490

KTD0O480

KTD0492

Helix angle

1/8

3/16

N1

1/4

1/16

10

11/2

1172

1.3/4

48

36

Tool Selection Guide

Material

HSSE

HSS

HSS

HSS

HSS

HSS

HSS

HSS

Blank*

Blank*

Blank*

Blank*

Blank*

Blank*

Blank*

Blank*

Standard

DIN
223

DIN
223

DIN
223

DIN
223

DIN
223

DIN
223

DIN
223

Tolerance

bg

2a

2a

2a

Te

Hole type

Steel

Stainless Steel

Hardened Steel

<54 HRC
>54 HRC

Hardened Steel

CastIron

Non-Ferrous

Metals

Heat-Resistant
Alloys (HRSA)

Titanium







Taper Lead Selection Guide

2-3 threads

6-8 threads
3.5-5 threads

Chip flute type straight flutes straight ﬂu?fst'ar:egﬁgzs helix angle straight or helical flutes

for through holes in materials that  for through holes in materials producing 2 b'lmd (LIS ma't i produc.mg
. . . . . . continuous and medium-length chips,
Main use produce medium-length chips medium-length chips or continuous . :
. . . and for through holes in materials
or continuous chips chips . .
producing segmented chips

Guide for Tool Material Selection

High quality high speed steel taps.

High-speed steel (HSS) refers to a group of alloy tool steels with a carbon content of up to 2.06 %, as well as up to 30 % content
of alloying elements such as tungsten, molybdenum, vanadium, cobalt, nickel and titanium. HSS class materials are characterized
by high hardness, wear resistance and heat resistance up to 600 °C. HSS are less sensitive to shock and vibration, which sometimes

lead to very rapid breakage of cutting tools made of harder materials.

HSS

Taps made of high-quality high-speed steel with 5 % cobalt.
Maintaining hardness at high temperatures ensures a longer service life.
HSSE HSSE is used for machining high strength materials and for machining deep threads with corresponding high heat. The 5 % cobalt
content provides higher heat resistance and load capacity.

The PM abbreviation for HSSE-PM does not refer to the alloy components of high performance high speed steel, but to the production
method. The powder is pressed at ultra-high temperatures, then sintered in a special furnace. The steel advantages arise from
a more uniform and dense distribution of carbide (carbide = hard substances in steel). This allows for better material machining.

HSSE-PM
But in use it is still wear-resistant and with high heat resistance of the material. Suitable for machining high-strength and hard-to-
machine materials such as titanium alloys or heat-resistant alloys.
. The abbreviation V3 stands for the vanadium content in the tap alloy structure.
HSSERVS HSSE-V3 steel is superior in mechanical strength to other high-speed steels and is used for the production of high-strength taps.
VHM Carbide taps for machining hardened materials up to 63 HRC.
Taps are designed for use exclusively in CNC equipment. Manual operation is prohibited.

28



Coating Selection Guide

Steam thermal treatment or steam oxidation enhances the lubricating effect of the coolant and thus prevents the chip pickup. Well

VAP suited for machining stainless steels.

Titanium nitride is currently the most common and versatile coating.
TiN Compared to other coatings, it does not always provide maximum durability. Due to chemical affinity, TiN coating is generally
not recommended for machining titanium.

Gray-purple coating with a steel friction coefficient of 0.4. Titanium nitride, but alloyed with aluminum, is used for spraying. Due
TiAIN to the use of an alloying component, the cutting edge hardness increases by 3000 HV. The tool is suitable for cutting threads in heat
resistant, alloy and carbon steels.

Titanium carbonitride has a higher hardness than TiN coating (@pprox. 3000 HV vs. 2300 HV), but a slightly lower heat resistance
TiCN (approx. 400 °Cvs. 600 °C). Itis used primarily in the machining of abrasive materials. The TiCN coating is particularly well suited
for machining gray cast iron and AlSi alloys with Si content greater than 5 %.

AlCro Blue-gray coating with the lowest steel friction coefficient of 0.35 and the highest heat resistance of over 1100 °C.

KSWC The unique KKSWC coating developed together with Oerlikon specifically for the machining Group M materials.

Taps with a nitrided coating are recommended for use in machining materials that cause severe abrasive wear, in particular: gray cast
iron, aluminum alloys with a high silicon content (more than 10 %).
Nitriding increases the hardness of the cutting edge of the tool and reduces friction and, therefore, heating.
The surface layer is more resistant to tempering.

Ni

KTU Series Tap Selection Guide

Material

Coating
type

P PPM  PTiICN PVAP  PTiN PKSWC MVAP MTiN MSTC | KTiICN ~ SNi  STiNT ' HAITIN HHMALTIN

29
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THREAD-CUT Nominal dimensions of M and
THREAD TAP MF machine taps

|

|

DIN | e | |
. —

371 | ! |

M3 0.5 35 56 n 18

6 2.1
M3.5 0.6 4 56 12 20 6 3
M4 0.7 4.5 63 13 21 6 34
M4.5 0.75 6 70 16 25 8 49
M5 0.8 6 70 16 25 8 4.9
M6 1 6 80 19 30 8 49
M7 1 7 80 19 30 8 55
M8 0.75 8 80 18 30 9 6.2
M8 1.25 8 90 22 35 9 6.2
M9 075 9 80 18 30 10 7
M9 1.25 9 90 22 35 10 1
M10 1 10 90 20 35 n 8
M10 1.5 10 100 24 39 n 8
* Maximum
d L

. \
s10 | ‘ | |

DIN e \
376 | I !

M8 22

1.25 6 90 8 49
M9 125 7 90 22 8 5.5
M10 15 1 100 24 8 5.5
M1 15 8 100 24 9 6.2
M12 175 9 10 28 10 7
M14 2 n 10 30 12 9
M16 2 12 10 32 12 9
M18 25 14 125 34 14 n
M20 25 16 140 34 15 12
M22 25 18 140 34 1 14.5
M24 3 18 160 38 17 14.5
m27 3 20 160 38 19 16
M30 3.5 22 180 45 21 18
M33 35 25 180 50 23 20
M36 4 28 200 56 25 22
M39 4 32 200 60 21 24
M42 45 32 200 60 21 24
M45 45 36 220 65 32 29

* Maximum




Nominal dimensions of M and THREAD-CUT
MF machine taps THREAD TAP

\

st0 | | ‘ | |

DIN B8 \

374 \ ! |
Mg 02 80 18 49

0.75 6 8
M8 - 1 6 90 22 8 4.9
M9 0.2 0.75 1 80 18 8 5.5
M9 - 1 1 90 22 8 5.5
M10 0.2 1 1 90 20 8 55
M10 - 125 1 100 24 8 5.5
M1 0.35 1 8 90 20 9 6.2
M2 035 15 9 100 22 10 1
M4 0.35 15 n 100 22 12 9
M16 035 15 12 100 22 12 9
M16 - 2 12 110 32 12 9
M8 0.35 15 14 10 25 14 n
M8 — 2 14 125 34 14 n
M20 0.35 15 16 125 25 15 12
M20 = 2 16 140 34 15 12
M22 0.35 15 18 125 25 17 14.5
M22 = 2 18 140 34 17 14.5
M24 035 2 18 140 28 17 14.5
Mm27 0.35 2 20 140 28 19 16
M30 0.35 2 22 150 28 21 18
M30 = 3 22 180 45 21 18

* Maximum




THREAD-CUT Thread Tolerances
THREAD TAP

Thread tolerances
011413, part 15

Internal thread 4H...8H

8H
H Thread former 6HX
7
6H
28 Tap 6H
7
5H
4H
3B
7 02t
1S03 / 6G
0,7t

1S02 / 6H

28 05t

1S01/ 4H

38 03t

a2

d, = average diameter

t = tolerance limits according to DIN13, part 15 ANSI/ASME B1.1

32




Thread Tolerances THREAD-CUT
THREAD TAP

Internal thread 4G...8G

8B

7

1B

6G
7
1GX 02t
66X
115t
6HX
2BX 09t
4HX
05t }
0,1t
02t 1

B Internal thread

W Tap

I Tap with increased tolerance limit
Thread former




Head Office / Factory R&D Center Test Center
0.5.8 20. Cadde No: 31 TR26110 ESKISEHIR/TURKIYE 0.5.8 20. Cadde No': 31 TR26110 ESKISEHIR/TURKIYE 0.5.8 20. Cadde No': 31 TR26110 ESKISEHIR/TURKIYE
+902222281040 +902222281040 +90222 22810 40
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Uzay Cagi Cad. 1432 Sk. Alimar Ticaret Kosbi Gazi Bulvari No: 177/6 PK: Alaaddin Bey Mahallesi 648. Sokak Fevzi Cakmak Mah. Biisan Osb. 10660.

Merkezi No: 2F Ostim
Yenimahalle/ANKARA
+90 5354911357

Istanbul Europe Office
Yenisehir Mahallesi Millet Caddesi
Stimbiil Sk. No:8 Premium
Recidance A Blok No:102 Kurtkay
Pendik /ISTANBUL

+90 53091700 84

35735, Kemalpasa/ IZMIR
+90 539 84739 82

Istanbul Asia Office

Yenisehir Mahallesi Millet Caddesi
Stimbil Sk. No:8 Premium
Recidance A Blok No:102 Kurtkdy
Pendik /ISTANBUL
+9053334238 86

No:2/AA Blok D:5 Niliifer/BURSA
+905309918513
+90538 8761160

Romania Karcan Cutting Tools SRL
Municipiul Bucuresti, Sector 3, B-Dul
Burebista, Nr.3 Cam.Nr.2 B1.D16, Sc.A
Ap.23 ROMANIA

+40755 034 345

Sokak No:25 Karatay/KONYA
+90 53091503 56

Karcan Cutting Tools UK

+44749 0219072
export@karcan.com

Karcan Cutting Tools USA
usa@karcan.com



