Complete range

Threading tools

Chip — by Chip —to the Top




for a wide range of thread forms

thread cutting, forming and milling

with or without internal cooling

all cutting materials ranging from carbide, PM steels to HSS-E
application-orientated coatings

special tools on customer's request
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Threading tools are together with
drills, reamers and milling cutters the
most important types in the range
of STOCK precision cutting tools.
The variety of design, together with
different thread forms, manufactured
in diverse tolerances according to

DIN standard or special made,
offers a large choice for solving
threading problems. The quality of
the drilled hole in respect of correct
size, roundness, straightness and
surface roughness has an eminent
influence on the produced thread.

To be on the safe side, it is
recommended to use STOCK drills
for better results.

Request our catalogue, visit our shop
www.stock.de or contact us

for our recommendation for the most
suitable tool.



KiSTOCK

®
ISO-CODES w

- Steel, high-alloyed steel

M Stainless steel
- Grey cast iron, spheroidal and malleable cast iron
N Aluminium and other non-ferrous metals
S Special-, super- and Ti-alloys
H Hardened steel and hard cast iron

o
PICTOGRAMS w

TOOL MATERIAL . . HSS-E .

Solid carbide
SURFACE FINISH  |bright| |, ™" | | omamg| | TiCN oL A | TANT L Tin | Tising | A
HOLE TYPE wm '
Through hole, short Through hole, 1 x D Through hole, 2 x D
ek Hil U
Blind hole, 1 x D Blind hole, 2 x D Blind hole down to the bottom of the hole

isovec | 2B | | 2BX | |6GX | 6g | | BH

TOLERANCE CLASS ‘ISOZ/GH 6HX +01

FORM B Cc D E

3,5-5,5 threads 2-3 threads 3,5-5threads 1,5-2 threads

CUTTING DIRECTION ® @

right-hand left-hand

SHANK FORM DHA

THREAD DEPTH |1xD||2xD [2,5xD| |3xD

STANDARD | 371 | | 376 | 374 | lsruare| | 371 | | 376 |srave | 374 | 5156

40432 | 2174 | 352 | | 352 | | 357 | |2181 |2184/1| 12189 | | WN

to Stock standard

TYPE oyewo | N-X | N | |omme| [N-X|| N | HX | HDX|| N | N || HX | HDX
HCX|| H H HD | | HD GG w w VA | TMCsP| | TMSP
Reprinting, even by extract, is not allowed. Possible misprints or alterations do not entitle any claim. All

products marked with “DIN®, deviating from the dimensions
listed in the catalogue, can be delivered,as long as they are
in conformity with the DIN standard form.



KiSTOCK

ECONOMY CLASS

the most economic machining of internal threads

e for small and very small batch sizes

e for order and contract manufacturing

¢ on conventional and CNC machines

e for individual part production

e tools in HSS-E, bright, nitrided or steam tempered

Price

BUSINESS CLASS

economic machining of internal threads

e for mass production

e for order and contract manufacturing

e on conventional and CNC machines

e coated HSS-E toals, bright or coated HSS-E-PM tools
e for DINISO codes: P M, K, N, S

Efficiency

Tool life

Price

PREMIUM CLASS

the optimal machining of internal threads

e for series production and mass production

e for the most reliable thread production with the highest demands
on senvice life, cutting values and quality

e tools in HSS-E and HSS-E-PM with the most powerful
surfaces and the most demanding geometries

Efficiency

Tool life

Price

Efficiency

Tool life



KiSTOCK

Application recommendations for taps

Dimensions to

TG D DIN 2184-1
DIN 371/DIN 376
M
Company std.
extra length
MF DIN 374
UNC DIN 2184-1
UNF DIN 2184-1
BSW DIN 2184-1
Rp DIN 5156
G DIN 5156

P

Hole type

)

Cutting direction right
Type ProduktivN-X
Form B
Cooling external
Surface finish AITiZrN

Tolerance zone

53733
B6HX M2 - M42
Page 55

53737
6H+0,1 M2 - M30
Page 59

53738
6GX M2 - M30
Page 60

53739
6HX M3 - M20
Page 61

53778
6HX M3x0.35 - M24x2
Page 113

53779
6GX M6x0.75 - M24x1.5
Page 116

53782
2BX No.2-56 - 1-8
Page 132

53784
2BX No.2-64 - 1-12
Page 139

53793
- W1/8 - W1
Page 152

53795
= Rp1/16 - Rp3/4
Page 150

53787
G1/16 - G1
Page 143

DIN ISO 228

left right
ProduktivN-X ProduktivN-X
B B
external external
AITiZrN AITiZrN

Catalogue no./@-range/Page

53734 53735
M2 - M30 M3 - M20
Page 56 Page 57
53789
M8x1 - M24x1.5
Page 114

right
ProduktivN-X
B
radial
AITiZrN

53736
M5 - M30
Page 58

53790
M8x1 - M24x1.5
Page 115



Material group

Structural and free cutting
steels, heat-treatable steels
unalloyed

Free-cutting steels,
unalloyed case hardened
steels, nitriding steels

Alloyed heat-treatable
steels, tool steels,
high speed steels

Stainless steels,
sulphured,
austenitic

Stainless- and acidresistant
steels, martensitic

Duplex and Super Duplex

Cast iron

Spheroidal graphite iron
and malleable cast iron

ADI
GGV

Aluminium, Aluminium
wrought alloys

Aluminium cast alloys

N Magnesium alloys

Copper and copper alloys

Copper special alloys

Plastics
[Thermoplastics,
duroplastics]

Titanium and Titanium
alloys

Nickel, cobalt, iron alloys

H High tensile steels,
hardened steels

Tensile
strength

<800
N/mm?

800 -
1000
N/mm?

800 -
1200
N/mm?

<1000
N/mm?

<1000
N/mm?

<1300
N/mm?

300 HB

350 HB

1000 N/mm?2

350 HB

<450 N/mm?

<600 N/mm?

<500 N/mm?

long-chipping

short-chipping

<1400 N/mm?
long-chipping
short-chipping

<1200
N/mm?

<1400
N/mm?

45 - 55 HRC
55 - 62 HRC

Example
materials

S235JR
C15
11SMnPb30
S355J2
C60
31CrMo12
42CrMo4
36CrNiMo4
X36CrMo17
HS 6-5-2
X5CrNi18-10
X6CrNiTi18-10
X8CrNiS18-9
X17CrNi16-2
X90CrMoV18
X2CrTi12
X2CrNiMoN22-5-3
X2CrNiMoN25-7-4
X2CrNiIMoCuWN25-7-4
EN-GJL-150
EN-GJL-250
EN-GJL-300
EN-GJS-400-15
EN-GJS-600-3
EN-GJS-700-2
EN-GJS1000-5
EN-GJV250
EN-GJV400
AI99,5H
AlMgSit
AlZn4,5Mg
GD-AISi5Cui1Mg
GD-AISi8Cu3
G-AISi9Mg
G-AISi12
GDMgAI8Zn1
CuZn20
CuZn37Pb0.5
CuZn39Pb2
CuZn43Pb2
Ampco
PMMA, POM,PVC
Pertinax
Titanium
TiAI5Sn2
TiAIBV4
Hastelloy C4
Inconel 718
Nimonic 105

Material no.

1.0037
1.0401
1.0718
1.0577
1.0601
1.8515
1.7225
1.6511
1.2316
1.3343
1.4301
1.4571
1.4305
1.4057
1.4112
1.4512
1.4462
1.4410
1.4501
0.6015
0.6025
0.6030
0.7040
0.7060
0.7070

3.0250
32315
3.4335
3.2134
3.2162
3.2373
3.2581
3.5812.08
2.0250
2.0332
2.0380
2.0410

3.702<5
3.7115
3.7165
2.4610
2.4668
2.4634
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Application recommendations for taps
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LiISTOCK
Application recommendations for taps

Hole type

Tool material

Cutting direction
Type IntensivN-X IntensivN-X IntensivN-X IntensivN-X IntensivN-X
Form C C C C E
Cooling external external external axial external
Surface finish TiAIN-H TiAIN-H TiAIN-H TiAIN-H TiAIN-H

Dimensions to
Thread type DIN 2184-1 Tolerance zone Catalogue no./@-range/Page
53746 53747 53748 53749 53760
6HX M2 - M42 M2 - M30 M3 - M20 M5 - M30 M2 - M30

Page 62 Page 63 Page 64 Page 65 Page 66

53750
DIN 371/DIN 376 6H+0,1 M2 - M30
Page 67

53751
6GX M2 - M30
Page 68

53752
6HX M3 - M20
Page 69

Company std.
extra length

53780 53791 53792 53770
6HX M3x0.35 - M8x1 - M8x1 - M6x0.75 -
M24x2 M24x1.5 M24x1.5 M24x1.5

Page 117 Page 118 Page 119 Page 120
MF DIN 374 9 o o o

53781
6GX M6x0.75 -
M24x1.5
Page 121

53783
UNC DIN 2184-1 2BX No.2-56 - 1-8
Page 133

53785
UNF DIN 2184-1 2BX No.2-64 - 1-12
Page 140

53794
BSW DIN 2184-1 - W1/8 - W1
Page 153

53796
Rp DIN 5156 - Rp1/16 - Rp3/4
Page 151

53788 53775
G DIN 5156 DIN ISO 228 G1/16 - G1 G1/16 - G1
Page 144 Page 145



Material group

Structural and free cutting
steels, heat-treatable steels
unalloyed

Free-cutting steels,
unalloyed case hardened
steels, nitriding steels

Alloyed heat-treatable
steels, tool steels,
high speed steels

Stainless steels,
sulphured,
austenitic

Stainless- and acidresistant
steels, martensitic

Duplex and Super Duplex

Cast iron

Spheroidal graphite iron
and malleable cast iron

ADI
GGV

Aluminium, Aluminium
wrought alloys

Aluminium cast alloys

N Magnesium alloys

Copper and copper alloys

Copper special alloys

Plastics
[Thermoplastics,
duroplastics]

Titanium and Titanium
alloys

Nickel, cobalt, iron alloys

H High tensile steels,
hardened steels

Tensile
strength

<800
N/mm?

800 -
1000
N/mm?

800 -
1200
N/mm?

<1000
N/mm?

<1000
N/mm?

<1300
N/mm?

300 HB

350 HB

1000 N/mm?2

350 HB

<450 N/mm?

<600 N/mm?

<500 N/mm?

long-chipping

short-chipping

<1400 N/mm?
long-chipping
short-chipping

<1200
N/mm?

<1400
N/mm?

45 - 55 HRC
55 - 62 HRC

Example
materials

S235JR
C15
11SMnPb30
S355J2
C60
31CrMo12
42CrMo4
36CrNiMo4
X36CrMo17
HS 6-5-2
X5CrNi18-10
X6CrNiTi18-10
X8CrNiS18-9
X17CrNi16-2
X90CrMoV18
X2CrTi12
X2CrNiMoN22-5-3
X2CrNiMoN25-7-4
X2CrNiMoCuWN25-7-4
EN-GJL-150
EN-GJL-250
EN-GJL-300
EN-GJS-400-15
EN-GJS-600-3
EN-GJS-700-2
EN-GJS1000-5
EN-GJV250
EN-GJV400
AI99,5H
AlMgSit
AlZn4,5Mg
GD-AISi5Cu1Mg
GD-AISi8Cu3
G-AlISi9Mg
G-AISi12
GDMgAI8Zn1
CuZn20
CuZn37Pb0.5
CuZn39Pb2
CuZn43Pb2
Ampco
PMMA, POM,PVC
Pertinax
Titanium
TiAI5Sn2
TiAIBV4
Hastelloy C4
Inconel 718
Nimonic 105

Material no.

1.0037
1.0401
1.0718
1.0577
1.0601
1.8515
1.7225
1.6511
1.2316
1.3343
1.4301
1.4571
1.4305
1.4057
1.4112
1.4512
1.4462
1.4410
1.4501
0.6015
0.6025
0.6030
0.7040
0.7060
0.7070

3.0250
32315
3.4335
3.2134
3.2162
3.2373
3.2581
3.5812.08
2.0250
2.0332
2.0380
2.0410

3.702<5
3.7115
3.7165
2.4610
2.4668
2.4634
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Application recommendations for taps
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LiISTOCK
Application recommendations for taps

El B El B

FrrrrreT v

Hole type ﬂ E H ﬂ

Type Produktiv N Produktiv N Produktiv N Produktiv N Produktiv N
Form B B C C E
Surface finish steam tempered TiN steam tempered TiN bright
Dimensions to
Thread type DIN 2184-1 Tolerance zone Catalogue no./@-range/Page
1SO 2 73033 63033 73046 63046 73047
DIN 371 6H M3 - M10 M3 - M10 M3 - M10 M3 - M10 M4 - M10
- Page 70 Page 71 Page 72 Page 73 Page 74
1S0 2 73038 63033 73048 63048
DIN 376 6H M12 - M24 M12 - M20 M12 - M24 M12 - M20
Page 70 Page 71 Page 72 Page 73
73183 73187
I1SO 2 M6x0.75 - M6x0.75 -
MF DIN 374 6H M20x1.5 M20x1.5
Page 122 Page 122
73308 73322
No.4-40 - No.6-32 -
DIN 371 2B 3/8-16 3/8-16
Page 134 Page 135
UNC
73309 73323
1/2-13 - 1/2-13 -
DIN 376 2B 3/4-10 3/4-10
Page 134 Page 135
73324
No.10-32 -
UNF DIN 374 2B 5/8-18
Page 141
73321 73325
G DIN 5156 G1/8 - G1 G1/8 - G1
Page 146 Page 146
. Tensile Example . " .
Material group strength materials Material no. Recommended cutting speed vc m/min
Structural and free cutting S235JR 1.0037
steels, unalloyed <800 N/mm? C15 1.0401 12 15 10 15 10
heat-treatable steels 11SMnPb30 1.0718
Free-cutting steels, 800 - 1000 $355J2 1.0577
unalloyed case hardened N C60 1.0601 10 12 8 10 8
steels, nitriding steels 31CrMo12 1.8515
42CrMo4 1.7225
Alloyed heat-treatable _ 36CrNiMo4 1.6511
steels, tool steels, 80,\? /m1nf20 0 o : 6 8 6 8 4
high speed steels X36CrMo17 1.2316
HS 6-5-2 1.3343

10



LiSTOCK
Application recommendations for taps

wr O[] OH  OR

Type Produktiv-Synchro Produktiv-Synchro H
Form B (¢} C
Cooling external axial axial
Surface finish TiCN TiCN TiCN
Dimensions to
Thread type DIN 2184-1 Tolerance zone Catalogue no./@-range/Page
53053
I86C|)_|2 M2 - M10
Page 75
DIN 371
53050
B6HX M5 - M10
Page 76
53054
M 502 M12 - M20
Page 75
DIN 376
53051 53646
B6HX M12 - M20 M16 - M39
Page 76 Page 77
53647 (Company std.,
~ DIN 376 B6HX extra length) M16 - M39
Page 77
53055
502 M8x1 - M16x1.5
Page 123
MF DIN 374
53052
B6HX M8x1 - M20x1.5
Page 123
Material grou Jensilc e Material no. Recommended cutting speed v m/min
group strength materials . 9 SP ¢
Structural and free cutting S235JR 1.0037
steels, unalloyed <800 N/mm? C15 1.0401 20 20
heat-treatable steels 11SMnPb30 1.0718
Free-cutting steels, 800 - 1000 $355J2 1.0577
unalloyed case hardened NVt Ce0 1.0601 15 15 15
steels, nitriding steels 31CrMo12 1.8515
42CrMo4 1.7225
Alloyed heat-treatable _ 36CrNiMo4 1.6511
steels, tool steels, 80,\? /m1nf20 g ’ 10 10 12
high speed steels X36CrMo17 1.2316
HS 6-5-2 1.3343
EN-GJL-150 0.6015
Cast Iron 300 HB EN-GJL-250 0.6025 25
EN-GJL-300 0.6030
- N EN-GJS-400-15 0.7040
pheroidal graphite iron 7 AL
e el el GEs i 350 HB EN-GJS-600-3 0.7060 20
EN-GJS-700-2 0.7070
o 1000 N/mm2 EN-GJS1000-5
EN-GJV250 15
GGV 350 HB
EN-GJV400

11



LiISTOCK
Application recommendations for taps

El B B P

Hole Type ﬂ

Tool material [ 'HSSE [ Wss:E | [HSSERMI [HssERM I

Type Produktiv HD Produktiv HD Produktiv HD Produktiv HD
Form B B B B
Surface finish steam tempered TiN bright TiCN
Dimensions to
Thread type DIN 2184-1 Tolerance zone Catalogue no./@-range/Page
1SO 2 73176 63176 73641 53641
DIN 371 6H M3 - M10 M3 - M10 M3 - M10 M3 - M10
- Page 78 Page 79 Page 80 Page 81
1SO 2 73177 63177 73643 53643
DIN 376 6H M12 - M20 M12 - M16 M12 - M20 M12 - M16
Page 78 Page 79 Page 80 Page 81
73178
MF DIN 374 I86(|)_|2 M6x0.75 - M20x1.5
Page 124
73297
~ DIN 371 2B No.4-40 - 3/8-16
Page 136
UNC
73298
~ DIN 376 2B 1/2-13-1-8
Page 136
73299
UNF ~ DIN 374 2B 3/8-24 - 5/8-18
Page 142
73300
G DIN 5156 G1/8 - G1
Page 147
73293
NPT Company std. 1/8 - 3/4
Page 150
- Tensile Example . . .
Material group strength materials Material no. Recommended cutting speed vc m/min
X5CrNi18-10 1.4301
Stainless steels: §u|phured, <1 0002 X6CrNiTi18-10 1.4571 8 10 8 10
austenitic N/mm
X8CrNiS18-9 1.4305
X17CrNi16-2 1.4057
M Stainless- and aC|dr§'_5,|stant <1 0002 X90CrMoV18 14112 6 8 6 8
steels, martensitic N/mm
X2CrTi12 1.4512
X2CrNiMoN22-5-3 1.4462
Duplex and Super Duplex <1999, X2GrNiMON25-7-4  1.4410

X2CrNiMoCuWN25-7-4 1.4501

12



KiSTOCK

Application recommendations for taps

Dimensions to

Thread type DIN 2184-1
DIN 371
M
DIN 376
MF DIN 374
~ DIN 371
UNC
~ DIN 376
UNF ~ DIN 374
G DIN 5156
NPT Company std.
| Tensile
Material group strength
Stainless steels, sulphured, <1000
austenitic N/mm?
M Stainless- and acidresistant <1000
steels, martensitic N/mm?
<1300
Duplex and Super Duplex N/mm?

El

Hole Type

Bl B

Tool material || HSS-E  [[IHSS:ERMI T [T Hss-Epm T [T Hss:Epm ]

Typ Intensiv HD
Form (¢}
Surface finish steam tempered

Tolerance zone

73660
ISG?_|2 M3 - M10
Page 82
73659
ISS(IJ_|2 M12 - M20
Page 82
73180
I86(|)_|2 M8x1 - M20x1.5
Page 125
73304
2B No.4-40 - 3/8-16
Page 137
73305
2B 1/2-13 - 3/4-10
Page 137
73306
2B No.10-32 - 5/8-18
Page 142
73288
G1/8 - G1
Page 147
ExamP o Material no.
materials
X5CrNi18-10 1.4301
X6CrNiTi18-10 1.4571 6
X8CrNiS18-9 1.4305
X17CrNi16-2 1.4057
X90CrMoV18 1.4112 4
X2CrTi12 1.4512
X2CrNiMoN22-5-3 1.4462
X2CrNiMoN25-7-4 1.4410
X2CrNiMoCuWN25-7-4 1.4501

Intensiv HD Intensiv HD
(¢} C
bright TiN

Catalogue no./@-range/Page

73662 63662
M3 - M10 M3 - M10
Page 83 Page 85
73665 63665
M12 - M24 M12 - M16
Page 83 Page 85

Recommended cutting speed vc m/min

Intensiv HD

C
TiCN

53662
M3 - M10
Page 84

53665
M12 - M16
Page 84

10

13




LiISTOCK
Application recommendations for taps

ﬂ 8] ’

Hole type

Type Produktiv HDX Intensiv HDX Produktiv HX Intensiv HX
Form B C B B
Surface finish TiCN TiCN TIAIN TIiAIN
Dimensions to
Thread type DIN 21841 Tolerance zone Catalogue no./@-range/Page
ISO 2
6H
DIN 371
53667 53666 53669 53668
M 6HX M3 - M16 M3 - M16 M3 - M16 M3 - M16
Page 86 Page 87 Page 88 Page 89
I1SO 2
DIN 376 6H
Material group ensile (EEnis Material no Recommended cutting speed vc m/min
strength materials ) ©
Titan 3.7025
Titanium and Titanium <1200 .
alloys N/mm?2 TiAI5Sn2 3.7115 4 4

& TiAl6V4 3.7165

Hastelloy C4 2.4610
’ . <1400

Nickel, cobalt, iron alloys 2 Inconel 718 2.4668 4 4

N/mm

Nimonic 105 2.4634

14



LiSTOCK
Application recommendations for taps
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Hole type ﬂ

Type Produktiv H Produktiv H Produktiv H Produktiv H
Form B B B B
Surface finish nitrided bright TiCN TiCN
Dimensions to
Thread type DIN 2184-1 Tolerance zone Catalogue no./@-range/Page
1SO 2 73642 73640 53642 53640
DIN 371 6H M2 - M10 M3 - M10 M2 - M10 M3 - M10
- Page 90 Page 93 Page 91 Page 92
1SO 2 73645 53642 53640
DIN 376 6H M12 - M20 M12 - M20 M12 - M16
Page 90 Page 91 Page 92
73646
MF DIN 374 ISB(I)_IZ M3x0.35 - M10x1
Page 126
Material group ensile Eetngio Material no. Recommended cutting speed vc m/min
strength materials . °
Structural and free cutting S235JR 1.0037
steels, unalloyed <800 N/mm? C15 1.0401
heat-treatable steels 11SMnPb30 1.0718
Free-cutting steels, 800 - 1000 L b
unalloyed case hardened N/mm?2 Cce0 1.0601 6 8 6 10
steels, nitriding steels 31CrMo12 1.8515
42CrMo4 1.7225
Alloyed heat-treatable _ 36CrNiMo4 1.6511
steels, tool steels, 80,\? /m:.fg g 10 12 12 15
high speed steels X36CrMo17 1.2316
HS 6-5-2 1.3343

15



LiISTOCK
Application recommendations for taps

Hole type E H

Type Intensiv H Intensiv H Intensiv H
Form (¢} (¢} C
Surface finish nitrided TiCN TiAIN
Dimensions to
Thread type DIN 2184-1 Tolerance zone Catalogue no./@-range/Page
1SO 2 73661 53661 53664
DIN 371 6H M3 - M10 M2 - M10 M3 - M10
- Page 94 Page 95 Page 6
1SO 2 73664 53661 53664
DIN 376 6H M12 - M20 M12 - M20 M12 - M20
Page 94 Page 95 Page 96
73647
MF DIN 374 Dz M8x0.75 - M24x1.5
6H
Page 127
. Tensile Example . . .
Material group strength materials Material no. Recommended cutting speed vc m/min
Structural and free cutting S235JR 1.0037
steels, unalloyed <800 N/mm? C15 1.0401
heat-treatable steels 11SMnPb30 1.0718
Free-cutting steels, 800 - 1000 L b
unalloyed case hardened N/mm?2 Ce0 1.0601
steels, nitriding steels 31CrMo12 1.8515
42CrMo4 1.7225
Alloyed heat-treatable _ 36CrNiMo4 1.6511
steels, tool steels, 80,\? /m:.fg g 6 10 6
high speed steels X36CrMo17 1.2316
HS 6-5-2 1.3343

16



LiSTOCK
Application recommendations for taps

Frrrrrrree—.
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Hole type /) nz m E ﬂ

Type Massiv N Produktiv N Produktiv N
Form B (¢} B B
Surface finish bright bright bright TiN
Dimensions to
Thread type DIN 21841 Tolerance zone Catalogue no./@-range/Page
1SO 2 73126 73185 73133 63133
6H M2.3 - M10 M1 - M10 M2 - M10 M3 - M10
Page 99 Page 100 Page 101 Page 103
DIN 371
73132
M ISG%S M2.5 - M10
Page 108
73138 63138
DIN 376 02 M2 - M24 M12 - M20
Page 102 Page 103
73250
MF DIN 374 802 M4x0.50 - M36x1.5
Page 128
G DIN 5156
Material group sl (el Material no. Recommended cutting speed vc m/min
strength materials ¢
Structural and free cutting S235JR -y
steels, unalloyed <800 N/mm? C15 1.0401 10 6 10 10
heat-treatable steels 11SMnPb30 1.0718
Free-cutting steels, 800 - 1000 e sy
unalloyed case hardened N/mm? C60 1.0601 6 8
steels, nitriding steels 31CrMo12 1.8515
42CrMo4 1.7225
Alloyed heat-treatable 800 - 1200 36CrNiMo4 1.6511
steels, tool steels, N/mm?
high speed steels X36CrMo17 1.2316
HS 6-5-2 1.3343
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LiISTOCK
Application recommendations for taps

Hole type E H

Type Intensiv N Intensiv N Intensiv N
Form C (¢} (¢}
Surface finish bright bright TiN
Dimensions to
Thread type DIN 21841 Tolerance zone Catalogue no./@-range/Page
1SO 2 73221 73146 63146
6H M2 - M10 M2 - M10 M3 - M10
Page 104 Page 105 Page 107
DIN 371
73145
M 593 M38 - M10
Seite 108
1SO 2 73227 73148 63148
DIN 376 6H M4 - M20 M3 - M30 M12 - M20
Page 104 Page 106 Page 107
73173 63173
MF DIN 374 DIN 374 M3x0.35 - M30x2 M8x1 - M20x1.5
Page 129 Page 130
73286
G DIN 5156 G1/8-G11/4
Page 148
Material group il et Material no. Recommended cutting speed vc m/min
strength materials ©
Structural and free cutting S235JR gy
steels, unalloyed <800 N/mm? C15 1.0401 8 8 12
heat-treatable steels 11SMnPb30 1.0718
Free-cutting steels, 800 - 1000 Sl sy
unalloyed case hardened N/mm? C60 1.0601
steels, nitriding steels 31CrMo12 1.8515
42CrMo4 1.7225
Alloyed heat-treatable 800 - 1200 36CrNiMo4 1.6511
steels, tool steels, N/mm2
high speed steels X36CrMo17 1.2316
HS 6-5-2 1.3343
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LiSTOCK
Application recommendations for taps

AR b

)

Holo type HHER
Type Produktiv W Intensiv W HCX H
Form B (¢} C
Cooling external external axial axial
Surface finish bright bright TiCN bright
Dimensions to
Thread type DIN 2184-1 Tolerance zone Catalogue no./@-range/Page
73131 73156
ISG?_'2 M2 - M10 M2 - M10
Page 109 Page 110
DIN 371
53670 73011
M 6HX M5 - M10 M3 - M10
Page 98 Page 98
1SO 2 73189 73136
DIN 376 6H M12 - M20 M12 - M20
Page 109 Page 110
- Tensile Example . . q
Material group strength T Material no. Recommended cutting speed vc m/min
-cutti S355J2 1.0577
Free-cutting steels, 800 - 1000
unalloyed case hardened N/mm? C60 1.0601 15
steels, nitriding steels 31CrMo12 1.8515
42CrMo4 1.7225
y 3 2
high speed steels N/mm X36CrMo17 1.2316
HS 6-5-2 1.3343
EN-GJL-150 0.6015
Cast iron 300 HB EN-GJL-250 0.6025 30 45
EN-GJL-300 0.6030
. o EN-GJS-400-15 0.7040
Spheroidal graphite iron 350 HB EN-GJS-600-3 0.7060 20 35
and malleable cast iron
EN-GJS-700-2 0.7070
ADI 1000 N/mm?2 EN-GJS1000-5
EN-GJV250 15 30
GGV 350 HB
EN-GJV400
o o Al99,5H 3.0250
Al VLG e e AlMgSit 30315 15 15
wrought alloys
AlZn4,5Mg 3.4335
GD-AISi5Cu1Mg 3.2134
" GD-AISi8Cu3 3.2162
Aluminium cast alloys <600 N/mm? i 30 50
G-AISi9Mg 3.2373
N G-AISi12 3.2581
Magnesium alloys <500 N/mm? GDMgAI8Zn1 3.5812.08 50
ISR . CuzZn20 2.0250
Copper and copper alloys EPPNE cuznareoo.s 2.0332 15 15 50
A5 ppareliey . Cuzn39Pb2 2.0380
short-chipping
CuZn43Pb2 2.0410
Copper special alloys <1400 N/mm? Ampco
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LiISTOCK
Application recommendations for taps

Hole type ﬂ H max. 1.5 x D

G G H H

Type
Form (¢} C D D
Surface finish nitrided TiAIN TiCN TiCN
Dimensions to
Thread type DIN 2184-1 Tolerance zone Catalogue no./@-range/Page
ISO 2
6H
DIN 371
73201 63201 53676
6HX M3 - M10 M3 - M10 M3 - M16
- Page 111 Page 112 Page 97
63010
Company std. ~ DIN 371 EDz M3 - M12
6H
Page 97
73211
DIN 376 6HX M12 - M24
Page 111
73194
MF DIN 374 B6HX M8x1 - M20x1.5
Page 131
73326
~ DIN 371 2B No.8-32 - 3/8-16
Page 138
UNC
73327
~ DIN 376 2B 1/2-13-1-8
Page 138
73345
G DIN 5156 G1/8 - G1
Page 149
- Tensile Example . . .
Material group strength materials Material no. Recommended cutting speed vc m/min
EN-GJL-150 0.6015
Cast Iron 300 HB EN-GJL-250 0.6025 15 25
EN-GJL-300 0.6030
s EN-GJS-400-15 0.7040
pheroidal graphite iron CGIS-B00-
e eIt el (st e 350 HB EN-GJS-600-3 0.7060 10 20
EN-GJS-700-2 0.7070
ADI 1000 N/mm?2 EN-GJS1000-5
EN-GJV250 8 15
GGV 350 HB
EN-GJV400
High tensile steels, 45-55 HRC Hardox 500 3
hardened steels 55-62 HRC 2
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LiSTOCK
Application recommendations for hand taps,
short machine- and special taps

Hole type m E “
N N N N

Type
Form B Kombi
Surface finish bright bright bright bright
Dimensions to
Thread type DIN 21841 Tolerance zone Catalogue no./@-range/Page
73531 (set) RH:
V73101 /M 73102 /
F 73103
M1.2 - M20
1SO 2 73243
DIN 352 6H 73532 (set) LH: M3 - M18
V 73105/ M 73106 / Page 157
M F 73107
M4 - M16
Page 159/160
73248
Company std. ISG?_'Z M3 - M12
Page 158
73521 (set):
I1SO 2 V 73110/ F 73111
MF DIN 2181 6H M5x0.5 - M11x1
Page 161
73535 (set):
V 73301 /M 73302 /
UNC ~ DIN 352 2B F 73303
No.5-40 - 5/8-15
Page 162
73534 (set):
V73311 /M 73312/
BSW ~ DIN 352 F 73313
W1/8 - W9/16
Page 163
73296
PG DIN 40 432 Pg7 - PG16
Page 156
73295
NPT Company std. 1/16 -1
Page 155
Material group ensils (=l Material no Recommended cutting speed vc m/min
strength materials . ¢
Structural and free cutting
steels, unalloyed <800 N/mm? 10 6 6
heat-treatable steels
Free-cutting steels,
unalloyed case hardened - 1020 g 6 8
N N/mm
steels, nitriding steels
Alloyed heat-treatable 800 - 1200
steels, tool steels, 5
N/mm

high speed steels
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LiISTOCK
Application recommendations for taps

Hole type ﬂ

Type Durativ N-X Durativ N-X Durativ N-X
Form C with oil grooves C with oil grooves E
Surface finish TiCN TiCN TiCN

Cooling external radial axial*

Dimensions to
Thread type DIN 2184-1 Tolerance zone Catalogue no./@-range/Page
53630 53610 53618
4/6HX M1-M10 M5-M20 M2*-M10
Page 164 Page 165 Page 165

53631
6GX M2-M10
Page 166

53630 53618
6HX M12-M20 M12-M20
Page 164 Page 165

53631
6GX M12-M20
Page 166

53632 53612 53619
MF ~ DIN 374 6HX M8x1-M20x1.5 M8x1-M20x1.5 M8x1-M20x1.5
Page 172 Page 173 Page 173

53633
UNC =~ BINET 2BX No.4-40 - 3/4-10

= BINE7E Page 175

53634
UNF ~ DIN 374 2BX No.4-48 - 3/4-16
Page 176

53635
G DIN 2189 X G1/8-G1/2
Page 177

~ DIN 371

~ DIN 376

Al tools from M2 with oil grooves.
* from M5 with IC
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KiSTOCK

Application recommendations for taps

Material group

Structural and free cutting
steels, heat-treatable steels
unalloyed
Free-cutting steels,
unalloyed case hardened
steels, nitriding steels
Alloyed heat-treatable
steels, tool steels,
high speed steels

Stainless steels,

M1 sulphured,
austenitic
M M2 Stainless- and acidresistant

steels, martensitic

M3 Duplex and Super Duplex

Cast iron

Spheroidal graphite iron
and malleable cast iron

ADI
GGV

Aluminium, Aluminium

L% wrought alloys

N2  Aluminium cast alloys
N N3 Magnesium alloys
N4 Copper and copper alloys

N5  Copper special alloys
Plastics

N6 [Thermoplastics,
duroplastics]

Titanium and Titanium

S1
alloys

S2 Nickel, cobalt, iron alloys

High tensile steels,
hardened steels

Tensile Example

strength materials
S235JR
<800 N/mm? Cc15
11SMnPb30
S355J2
31CrMo12
42CrMo4
800 - 1200 36CrNiMo4
N/mm? X36CrMo17
HS 6-5-2
X5CrNi18-10
s)r?fr’rf’z X6CINiTi18-10
X8CrNiS18-9
X17CrNi16-2
,j)rg?r?z X90CrMov18
X2CrTi12
X2CrNiMoN22-5-3
,j)rig?z X2CrNiMON25-7-4
X2CrNiMoCUWN25-7-4
EN-GJL-150
300 HB EN-GJL-250
EN-GJL-300
EN-GJS-400-15
350 HB EN-GJS-600-3
EN-GJS-700-2
1000 N/mm2  EN-GJS1000-5
R EN-GJV250
EN-GJV400
Al99,5H
<450 N/mm?2 AlMgSit
AlZn4,5Mg
GD-AISi5Cu1Mg
T N GD-AISi8Cu3
G-AISi9Mg
G-AISi12
<500 N/mm?2 GDMgAI8Zn1
o CuzZn20
1ong-ehipPing ¢, 7a7Pb0.5
short-chipping CuZn39Pb2
CuZn43Pb2
<1400 N/mm2 Ampco

long-chipping PMMA, POM, PVC

short-chipping Pertinax
Titanium
<1200 N/mm?2 TiAI5Sn2
TiAl6V4
Hastelloy C4
<1400 N/mm?2 Inconel 718
Nimonic 105
45 - 55 HRC
55 - 62 HRC

Material no.

1.0037
1.0401
1.0718
1.0577
1.0601
1.8515
1.7225
1.6511
1.2316
1.3343
1.4301
1.4571
1.4305
1.4057
1.4112
1.4512
1.4462
1.4410
1.4501
0.6015
0.6025
0.6030
0.7040
0.7060
0.7070

3.0250
3.2315
3.4335
3.2134
3.2162
3.2373
3.2581
3.56812.08
2.0250
2.0332
2.0380
2.0410

3.7025
3.7115
3.7165
2.4610
2.4668
2.4634

25

25

15

15

10

30

25

30

30

Recommended cutting speed vc m/min

25

25

15

15

10

30

25

30

30

25

25

15

15

10

30

25

15

30

30




LiISTOCK
Application recommendations for fluteless taps

|

Mlewpe  WSSE  WSSE  wssE | HSSERM| Soidcaride

Type Durativ Durativ Durativ Durativ Durativ

Form C w/o oil grooves C with oil grooves C with oil grooves C with oil grooves C with oil grooves

Surface finish TiN blank TiN AICrN TiCN
Cooling without without without without radial*
Thread type D:;T;";g:f:" Tolerance zone Catalogue no./@-range/Page
63121 73120 63120 53620 63013
4/6HX M2 - M10 M3 - M10 M3 - M10 M3 - M10 M3 - M10
Page 178 Page 167 Page 168 Page 169 Page 170
~ DIN 371
63119 53621
M 6GX M3 - M10 M3 - M10
Page 171 Page 171
63123 63122 53622
~ DIN 376 B6HX M12 - M20 M12 - M16 M12 - M20
Page 178 Page 168 Page 169
63703
MF ~ DIN 374 B6HX M8x1 - M16x1.5
Page 174
. Tensile . .
Materialgruppe strength Recommended cutting speed vc m/min
Structural and free cutting
steels, heat-treatable steels <800 N/mm? 12 15 20 35

unalloyed

Free-cutting steels,
unalloyed case hardened 800 - 1000 N/mm? 12 15 20 35
steels, nitriding steels

Alloyed heat-treatable steels,

- 2
tool steels, high speed steels (1010 = /2000 (i g0 1 2 B 22

Stainless steels, sulphured,

s <1000 N/mm? 4 5 6 15
austenitic

M Stainless- and amdrggstant <1000 N/mm? 4 3 4 12
steels, martensitic

Duplex and Super Duplex <1300 N/mm? 15

Spheroidal

. from GGG40 15 14 15 40
and malleable cast iron

Aluminum, non-ferrous

metals and plastics 20 18 20 45

Special-, Super-

and Titanium alloys i

All tools from M2 with oil grooves.
* from M5 with IC
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Application recommendations for
thread milling cutters

Detailed technical guidelines for thread milling cutters from page 32/33

Free CNC programme for thread milling cutters

on request
Thread type Dimensions to
M Company std.
G (BSP) Company std.

Material group

Structural and free cutting steels,
heat treated unalloyed steels

Free-cutting steels,
unalloyed case hardened steels,
nitriding steels

Heat treated alloy steels,
tool steels, high speed steels

Stainless steels,
sulphured,
austenitic

Stainless- and acidresistant

% steels, martensitic
Duplex and Super Duplex
Grey cast iron, spheroidal
and malleable cast iron
N Aluminum, non-ferrous

metals and plastics

S  Special-, Super- and Titanium alloys

High tensile steels, hardened steels

KiSTOCK

- 10

Type T™ SP T™ SP
Surface finish TiCN TiSiN+
Thread depth Catalogue no./@-range/Page
53840 53850
up to 3.0x D M1.6 - M16 / M20 M2 - M12
Page 188 Page 189
53841
upto3.0xD G1/8 - G2
Page 190
Tensile . .
strength Recommended cutting speed vc m/min
<800 N/mm? 90
800 - 1000 N/mm? 80
800 - 1200 N/mm? 70 70
<1000 N/mm? 55
<1000 N/mm? 50
<1300 N/mm? 45
100
230
40 30
45-55 HRC 45 45
55-62 HRC 40
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LiSTOCK
Application recommendations for

thread milling cutters

Detailed technical guidelines for thread milling cutters from page 34-37

Free CNC programme for thread milling cutters

on request

Hole type

(LI

Tool material [ Solic carbide! 1 [ Solid carbide ]

Surface finish

Thread type Dimensions to Thread depth
2.0xD
M Company std.
25xD
MF Company std. 20xD

26

TMC-NX SP MTM-NX SP
AICrN TiCN

Catalogue no./@-range/Page

53890

M3 - M16

Page 179

53892
M1.6 - M20
Page 187
53890
M4x0.5 - M16x1.5
Page 179



LiSTOCK
Application recommendations for

thread milling cutters

Material group

Structural and free cutting
steels, heat-treatable steels
unalloyed
Free-cutting steels,
unalloyed case hardened
steels, nitriding steels
Alloyed heat-treatable
steels, tool steels,
high speed steels

Stainless steels,

M1 sulphured,
austenitic
M M2 Stainless- and acidresistant

steels, martensitic

M3 Duplex and Super Duplex

Cast iron

Spheroidal graphite iron
and malleable cast iron

ADI
GGV

Aluminium, Aluminium

L% wrought alloys

N2  Aluminium cast alloys
N N3 Magnesium alloys
N4 Copper and copper alloys

N5  Copper special alloys

Plastics
N6 [Thermoplastics,
duroplastics]

Titanium and Titanium

S1
alloys

S2 Nickel, cobalt, iron alloys

. High tensile steels,
. hardened steels

Tensile
strength

<800 N/mm?

800 - 1000
N/mm?

800 - 1200
N/mm?

<1000
N/mm?

<1000
N/mm?

<1300
N/mm?

300 HB

350 HB

1000 N/mm?2

350 HB

<450 N/mm?2

<600 N/mm?2

<500 N/mm?2

long-chipping

short-chipping

<1400 N/mma2
long-chipping
short-chipping

<1200 N/mm?2

<1400 N/mm?2

45 - 55 HRC
55 - 62 HRC

Example
materials

S235JR
C15
11SMnPb30
S355J2
C60
31CrMo12
42CrMo4
36CrNiMo4
X36CrMo17
HS 6-5-2
X5CrNi18-10
X6CrNiTi18-10
X8CrNiS18-9
X17CrNi16-2
X90CrMoV18
X2CrTi12
X2CrNiMoN22-5-3
X2CrNiMoN25-7-4
X2CrNiMOCUWN25-7-4
EN-GJL-150
EN-GJL-250
EN-GJL-300
EN-GJS-400-15
EN-GJS-600-3
EN-GJS-700-2
EN-GJS1000-5
EN-GJV250
EN-GJV400
Al99,5H
AIMgSit
AlZn4,5Mg
GD-AISi5Cu1Mg
GD-AISi8Cu3
G-AISi9Mg
G-AlISi12
GDMgAI8Zn1
CuzZn20
CuZn37Pb0.5
CuZn39Pb2
CuZn43Pb2
Ampco
PMMA, POM, PVC
Pertinax
Titanium
TiAI5Sn2
TiAlI6V4
Hastelloy C4
Inconel 718
Nimonic 105

Material no.

1.0037
1.0401
1.0718
1.0577
1.0601
1.8515
1.7225
1.6511
1.2316
1.3343
1.4301
1.4571
1.4305
1.4057
1.4112
1.4512
1.4462
1.4410
1.4501
0.6015
0.6025
0.6030
0.7040
0.7060
0.7070

3.0250
3.2315
3.4335
3.2134
3.2162
3.2373
3.2581
3.56812.08
2.0250
2.0332
2.0380
2.0410

3.7025
3.7115
3.7165
2.4610
2.4668
2.4634

Recommended cutting speed vc m/min

100

90

80

60

55

50

120

100

90

90

90

70

55

45

100

920

80

65

60

55

140

120

100

280

250

200

140

140

130

300

40

30

50
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on request
Thread type Dimensions to
M/MF Company std.
UNC/UNF Company std.
G Company std.
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KiSTOCK

Application recommendations for
drill thread milling cutters

Detailed technical guidelines for thread milling cutters from page 38/39
Free CNC programme for thread milling cutters

- (I

Tool material - [{ I Solid carbide Y
Type TMD-NX
Surface finish TiSiN

Thread depth Catalogue no./@-range/Page

53948
25xD M2 - M16
Page 191

53949
25xD UNF No 1 - UNF 5/8
Page 192

53950
upto2.5xD G1/16 - G3/4
Page 193



KiSTOCK

Application recommendations for

drill thread milling cutters

Material group

Structural and free cutting
steels, heat-treatable steels
unalloyed
Free-cutting steels,
unalloyed case hardened
steels, nitriding steels
Alloyed heat-treatable
steels, tool steels,
high speed steels

Stainless steels,

M1 sulphured,
austenitic
M M2 Stainless- and acidresistant

steels, martensitic

M3 Duplex and Super Duplex

Cast iron

Spheroidal graphite iron
and malleable cast iron

ADI
GGV

Aluminium, Aluminium

L% wrought alloys

N2  Aluminium cast alloys
N N3 Magnesium alloys
N4 Copper and copper alloys

N5  Copper special alloys

Plastics
N6 [Thermoplastics,
duroplastics]

Titanium and Titanium

S1
alloys

S2 Nickel, cobalt, iron alloys

. High tensile steels,
. hardened steels

Tensile
strength

<800 N/mm?

800 - 1000
N/mm?

800 - 1200
N/mm?

<1000
N/mm?

<1000
N/mm?

<1300
N/mm?

300 HB

350 HB

1000 N/mm?2

350 HB

<450 N/mm?2

<600 N/mm?2

<500 N/mm?2

long-chipping

short-chipping

<1400 N/mma2
long-chipping
short-chipping

<1200 N/mm?2

<1400 N/mm?2

45 - 55 HRC
55 - 62 HRC

Example
materials

S235JR
C15
11SMnPb30
S355J2
C60
31CrMo12
42CrMo4
36CrNiMo4
X36CrMo17
HS 6-5-2
X5CrNi18-10
X6CrNiTi18-10
X8CrNiS18-9
X17CrNi16-2
X90CrMoV18
X2CrTi12
X2CrNiMoN22-5-3
X2CrNiMoN25-7-4
X2CrNiMOCUWN25-7-4
EN-GJL-150
EN-GJL-250
EN-GJL-300
EN-GJS-400-15
EN-GJS-600-3
EN-GJS-700-2
EN-GJS1000-5
EN-GJV250
EN-GJV400
Al99,5H
AIMgSit
AlZn4,5Mg
GD-AISi5Cu1Mg
GD-AISi8Cu3
G-AISi9Mg
G-AlISi12
GDMgAI8Zn1
CuZn20
CuZn37Pb0.5
CuZn39Pb2
CuZn43Pb2
Ampco
PMMA, POM, PVC
Pertinax
Titanium
TiAI5Sn2
TiAlI6V4
Hastelloy C4
Inconel 718
Nimonic 105

Material no.

1.0037
1.0401
1.0718
1.0577
1.0601
1.8515
1.7225
1.6511
1.2316
1.3343
1.4301
1.4571
1.4305
1.4057
1.4112
1.4512
1.4462
1.4410
1.4501
0.6015
0.6025
0.6030
0.7040
0.7060
0.7070

3.0250
3.2315
3.4335
3.2134
3.2162
3.2373
3.2581
3.56812.08
2.0250
2.0332
2.0380
2.0410

3.7025
3.7115
3.7165
2.4610
2.4668
2.4634

Recommended cutting speed vc m/min

80

70

70

50

50

75

120

80

80

45

40
30




LiSTOCK
Application recommendations for
thread milling cutters

Detailed technical guidelines for thread milling cutters from page 32/33

Free CNC programme for thread milling cutters

on request
Hole type E H
Type T™ SP TMC SP TMU SP T™ SP
Surface finish TiCN TiCN TiCN TiCN
Thread type Dimensions to Thread depth Catalogue no./@-range/Page
53810 73830 53830
upto2.0xD M3 - M20 =10 - =30 M6 - M20
Page 180 Page 182 Page 183
M Company std.
53860
upto2.5xD M6 - M20
Page 181
53820 73830 53830
MF Company std. upto2.0xD M4x0.5 - M16x1.5 =10 - =30 M8x1 - M20x1.5
Page 184 Page 182 Page 183
53832 53831
G (BSP) Company std. upto2.0xD >1/4 - 21 G1/8 - G3/8
Page 186 Page 185
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KiSTOCK

Application recommendations for
thread milling cutters

Material group

Structural and free cutting
steels, heat-treatable steels
unalloyed
Free-cutting steels,
unalloyed case hardened
steels, nitriding steels
Alloyed heat-treatable
steels, tool steels,
high speed steels

Stainless steels,

M1 sulphured,
austenitic
M M2 Stainless- and acidresistant

steels, martensitic

M3 Duplex and Super Duplex

Cast iron

Spheroidal graphite iron
and malleable cast iron

ADI
GGV

Aluminium, Aluminium

L% wrought alloys

N2  Aluminium cast alloys
N N3 Magnesium alloys
N4 Copper and copper alloys

N5  Copper special alloys

Plastics
N6 [Thermoplastics,
duroplastics]

Titanium and Titanium

S1
alloys

S2 Nickel, cobalt, iron alloys

. High tensile steels,
. hardened steels

Tensile
strength

<800 N/mm?

800 - 1000
N/mm?

800 - 1200
N/mm?

<1000
N/mm?

<1000
N/mm?

<1300
N/mm?

300 HB

350 HB

1000 N/mm?2

350 HB

<450 N/mm?2

<600 N/mm?2

<500 N/mm?2

long-chipping

short-chipping

<1400 N/mma2
long-chipping
short-chipping

<1200 N/mm?2

<1400 N/mm?2

45 - 55 HRC
55 - 62 HRC

Example
materials

S235JR
C15
11SMnPb30
S355J2
C60
31CrMo12
42CrMo4
36CrNiMo4
X36CrMo17
HS 6-5-2
X5CrNi18-10
X6CrNiTi18-10
X8CrNiS18-9
X17CrNi16-2
X90CrMoV18
X2CrTi12
X2CrNiMoN22-5-3
X2CrNiMoN25-7-4
X2CrNiMOCUWN25-7-4
EN-GJL-150
EN-GJL-250
EN-GJL-300
EN-GJS-400-15
EN-GJS-600-3
EN-GJS-700-2
EN-GJS1000-5
EN-GJV250
EN-GJV400
Al99,5H
AIMgSit
AlZn4,5Mg
GD-AISi5Cu1Mg
GD-AISi8Cu3
G-AISi9Mg
G-AlISi12
GDMgAI8Zn1
CuzZn20
CuZn37Pb0,5
CuZn39Pb2
CuZn43Pb2
Ampco
PMMA, POM, PVC
Pertinax
Titan
TiAI5Sn2
TiAl6V4
Hastelloy C4
Inconel 718
Nimonic 105

Material no.

1.0037
1.0401
1.0718
1.0577
1.0601
1.8515
1.7225
1.6511
1.2316
1.3343
1.4301
1.4571
1.4305
1.4057
1.4112
1.4512
1.4462
1.4410
1.4501
0.6015
0.6025
0.6030
0.7040
0.7060
0.7070

3.0250
3.2315
3.4335
3.2134
3.2162
3.2373
3.2581
3.56812.08
2.0250
2.0332
2.0380
2.0410

3.7025
3.7115
3.7165
2.4610
2.4668
2.4634

920

80

70

55

50

45

120

100

80

250

230

180

130

130

160

300

40

30

45

Recommended cutting speed vc m/min

20

70

55

50

120

100

250

230

180

130

130

160

300

30

920

80

70

55

50

45

120

100

80

250

230

180

130

130

160

300

40

30

45

20

70

55

50

120

100

250

230

180

130

130

160

300

30
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Application recommendation

Thread milling cutters und Micro thread milling cutters

Example

Cutting speed

ISO Material group Hardness materials Mar;cg.rlal - /vr; .
. S235JR 1.0037
owt |
11SMnPb30 1.0718
. S355J2 1.0577
:tr::[sc:ur:ittlggirsj;e:iz,elljsnalloyed case hardened 800-1000 N/mm? c60 1.0601 80
’ 31CrMo12 1.8515
42CrMo4 1.7225
Alloyed heat-treatable steels, tool steels, 36CrNiMo4 1.6511
highyspeed steels SLO-IELON X36CrMo17 1.2316 o
HS 6-5-2 1.3343
. X5CrNi18-10 1.4301
M1 S&ﬁ')’:jf‘: d“:jgénmc <1000 N/mm? X6CINiTi18-10 1.4571 55
’ X8CrNiS18-9 1.4305
) ) . X17CrNi16-2 1.4057
M | M2 at::elizist-icand ceblesteilisieak) <1000 N/mm? X90CrMoV18 1.4112 50
X2CrTi12 1.4512
X2CrNiMoN22-5-3 1.4462
M3 | Duplex and Super Duplex <1300 N/mm? X2CrNiMoN25-7-4 1.441 45
X2CrNiMoCuWn25-7-4 1.4501
EN-GJL-150 0.6015
Cast iron 300HB EN-GJL-250 0.6025 120
EN-GJL-300 0.603
Spheroidal graphite iron EN-GJS-400-15 0.704
and malleable cast iron 350HB EN-GJS-600-3 0.706 100
EN-GJS-700-2 0.707
5 EN-GJS1000-5
ADI, GGV 1009V em EN-GJV250 80
EN-GJV400
Al99,5H 3.025
N1 | Aluminium and wrought alloys <450N/mm? AlMgSii 3.2315 250
AlZn4,5Mg 3.4335
GD-AISi5Cu1Mg 3.2134
2 GD-AISi8Cu3 3.2162
N2 | Al cast alloys <600N/mm G-AISi9Mg 3.0373 230
G-AISi12 3.2581
N | N3 | Magnesium alloys <500 N/mm? GDMgAI8Zn1 3.5812.08 180
long-chipping Cu§:§;§80 5 226032352
N4 | Copper and copper alloys <hort-chipping CuZn39Pb2 2038 130
CuZn43Pb2 2.041
N5 | Copper special alloys <1400N/mm? Ampco 160
N6 | Plastics [Thermoplastics, Duroplastics] Iong-chlp ping PMMA, P.OM’PVC 300
short-chipping Pertinax
Titan 3.7025
S1 | Tiand Ti alloys <1200 N/mm? TiAI5Sn2 3.7115 40
s TiAl6V4 3.7165
Hastelloy C4 2.461
S2 | Nickel, cobalt and iron alloys <1400 N/mm? Inconel 718 2.4668 30
Nimonic 2.4634
H n; High tensile steels, hardened steels gg:ggﬂﬁg l_::al\:%%x zg
Please note:

The cutting values specified in the respective columns are guide values, they have to be adapted according to application
conditions (material, lubrication, tool clamping, machine etc.)
Depending on the machining task the optimal cutting values can differ from those in the table by up to +30 %!
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T™ | TMU | TMC |TMSP|TMSPH
Boes0 | 53832 | 53810 | 53840 | gaacy
53860 73830 | 53820 | 53841
Milling part diameter [ d1 ] / feed per tooth [ f, ] [ conventional milling ]

01 | 02 | O3 | O4 | @5 | ©6 | O7 | @8 | @9 | @10 | @12 | ©14 | @16 | @18 | ©20

mm | mm | mm | mm|mm|mm|mm|mm|mm|mm| mm|mm| mm| mm /| mm —

0.01 | 0.02 | 0.02 |0.025| 0.03 [0.035|0.045| 0.05 |0.055| 0.06 | 0.06 |0.065|0.065 | 0.07 | 0.08 ° o ) o

0.01 | 0.02 | 0.02 |0.025| 0.03 [0.035|0.045| 0.05 |0.055| 0.06 | 0.06 |0.065|0.065| 0.07 | 0.08 ) ) ) )

0.01 | 0.02 | 0.02 |0.025| 0.03 [0.035|0.045| 0.05 |0.055| 0.06 | 0.06 |0.065|0.065| 0.07 | 0.08 (¢) ) ) ) (o)

0.01 | 0.02 |0.025| 0.03 | 0.03 | 0.03 |0.035| 0.04 | 0.05 |0.055| 0.06 {0.065|0.065| 0.07 [0.075| O ) ) °

0.01 | 0.02 {0.025| 0.03 | 0.03 | 0.03 |0.035| 0.04 | 0.05 |0.055| 0.06 |0.065|0.065| 0.07 [0.075| O o ° )

0.01 | 0.02 {0.025| 0.03 | 0.03 | 0.03 |0.035| 0.04 | 0.05 |0.055| 0.06 {0.065|0.065| 0.07 [0.075| O ) [ )

0.01 | 0.02 |0.025| 0.03 |0.035| 0.04 (0.045| 0.05 | 0.06 [0.065| 0.07 | 0.08 | 0.09 | 0.1 | 0.12 o ) ) )

0.01 | 0.02 |0.025| 0.03 |0.035| 0.04 (0.045| 0.05 | 0.06 [0.065| 0.07 | 0.08 | 0.09 | 0.1 | 0.12 ) ) ) )

0.01 | 0.02 |0.025| 0.03 |0.035| 0.04 [0.045| 0.05 | 0.06 [0.065| 0.07 | 0.08 | 0.09 | 0.1 | 0.12 ° o ) ) le)

0.02 | 0.03 |0.035| 0.04 |0.045| 0.05 |0.055| 0.06 [0.065| 0.07 | 0.08 |0.085| 0.09 | 0.1 | 0.12 ) ) ) )

0.02 | 0.03 |0.035| 0.04 |0.045| 0.05 [0.055| 0.06 (0.065| 0.07 | 0.08 {0.085| 0.09 | 0.1 | 0.12 ) ) ) )

0.02 | 0.03 |0.035| 0.04 |0.045| 0.05 |0.055| 0.06 [0.065| 0.07 | 0.08 |0.085| 0.09 | 0.1 | 0.12 ° ) ) )

0.01 | 0.02 {0.025| 0.03 |0.035| 0.04 |0.045| 0.05 |0.055| 0.06 |0.065| 0.07 |0.075| 0.08 | 0.09 ) ) ) o

0.01 | 0.02 |0.025| 0.03 |0.035| 0.04 |0.045| 0.05 |0.055| 0.06 | 0.06 |0.065| 0.07 |0.075| 0.08 ) ) )

0.02 | 0.03 | 0.04 |0.045| 0.05 [0.055| 0.06 | 0.07 | 0.08 | 0.09 | 0.09 | 0.1 | 0.12 | 0.13 | 0.15 ) ) )

0.01 | 0.01 |0.015| 0.02 |0.025| 0.03 |0.035| 0.04 | 0.04 {0.045| 0.05 |0.055| 0.06 |0.065| 0.07 ) ) ° )

0.01 | 0.01 |0.015| 0.02 |0.025| 0.03 |0.035| 0.04 | 0.04 {0.045| 0.05 |0.055| 0.06 |0.065| 0.07 o ) ) ) )

0.01 [0.015] 0.02 |0.025| 0.03 | 0.03 |0.035| 0.04 |0.045| 0.05 |0.055| 0.06 |0.065| 0.07 O o L L4 L4
0.01 |0.015| 0.02 |0.025| 0.03 | 0.03 [0.035| 0.04 [0.045| 0.05 [0.055| 0.06 |0.065| 0.07 L

General recommendation:

1.) From 2.5xD [thread depth] thread @ should be programmed in 2 passes. [2/3-1/3 in the conventional milling]

2.) Generally in VA and in hard machining from > HRCA40 it is recommended that the
thread @ is programmed in 2 passes. [2/3-1/3 in the conventional milling]

® optimally suited
O suited

not suitable
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Application recommendation
MTM-NX 2.5xD (Please note, M4 counter clockwise)

Cutting speed

ISO Material group Hardness Eq);?:,;l IZ Me:;cgrlal Ve
’ (m/min)
. S235JR 1.0037
oo |
11SMnPb30 1.0718
. S355J2 1.0577
:trggls‘:“:ft':glﬁgezze unalloyed case hardened | gy0-1000 N/mm2 C60 1.0601 9%
’ 31CrMo12 1.8515
42CrMo4 1.7225
Alloyed heat-treatable steels, tool steels, 36CrNiMo4 1.6511
highyspeed steels B00=1200IN/mm? X36CrMo17 1.2316 el
HS 6-5-2 1.3343
Stainless steels X5CrNi18-10 1.4301
M1 sulphured austénitic < 1000 N/mm? X6CrNiTi18-10 1.4571 65
’ X8CrNiS18-9 1.4305
. . : X17CrNi16-2 1.4057
M | M2 fnt:;[‘;issft'ica”d CeICE R ek, <1000 N/mm? X90CrMoV/18 1.4112 60
X2CrTi12 1.4512
X2CrNiMoN22-5-3 1.4462
M3 | Duplex and Super Duplex <1300 N/mm? X2CrNiMoN25-7-4 1.441 55
X2CrNiMoCuWn25-7-4 1.4501
EN-GJL-150 0.6015
Cast iron 300 HB EN-GJL-250 0.6025 140
EN-GJL-300 0.603
Spheroidal graphite iron EN-GJS-400-15 0.704
and malleable cast iron 350 HB EN-GJS-600-3 0.706 120
EN-GJS-700-2 0.707
» EN-GJS1000-5
ADI, GGV 1 OggoNé"ém EN-GJV250 100
EN-GJV400
Al99,5H 3.025
N1 | Aluminium and wrought alloys < 450 N/mm? AlMgSi 3.2315 280
AlZn4,5Mg 3.4335
GD-AISi5Cu1Mg 3.2134
a GD-AISi8Cu3 3.2162
N2 | Al cast alloys < 600 N/mm G-AISi9Mg 39373 250
G-AlISi12 3.2581
N | N3 | Magnesium alloys < 500 N/mm? GDMgAI8Zn1 3.5812.08 200
N 4 ’ long-chipping Cug:§;§80,5 2%6032352 140
opper and copper alloys Hortohioi CuzZn39Pb2 2.038
short-chipping CuzZn43pPb2 2.041
N5 | Copper special alloys < 1400 N/mm? Ampco 130
N6 | Plastics [Thermoplastics, Duroplastics] Iong-chllppllng PMMA, P.OM’PVC 300
short-chipping Pertinax
Titan 3.7025
S1 | Tiand Ti alloys < 1200 N/mm? TiAI5Sn2 3.7115 55
s TiAl6V4 3.7165
Hastelloy C4 2.461
S2 | Nickel, cobalt and iron alloys < 1400 N/mm? Inconel 718 2.4668 40
Nimonic 2.4634
H :; High tensile steels, hardened steels 22:22 Egg 1?\;%%)( 50
Please note:

The cutting values specified in the respective columns are guide values, they have to be adapted according to application
conditions (material, lubrication, tool clamping, machine etc.)
Depending on the machining task the optimal cutting values can differ from those in the table by up to +30 %!
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MTM-NX
53892
R
Milling part diameter [d1]/ feed per tooth [f,] [climb milling]
o1 02 a3 o4 a5 26 Q7 28 29 210 212 214 216
mm mm mm mm mm mm mm mm mm mm mm mm mm —
0.01 0.02 0.02 0.025 0.03 0.03 0.035 0.035 0.04 0.045 0.05 0.055 0.06 [ )
0.01 0.02 0.02 0.025 0.03 0.03 0.035 0.035 0.04 0.045 0.05 0.055 0.06 [ )
0.01 0.02 0.02 0.025 0.03 0.03 0.035 0.035 0.04 0.045 0.05 0.055 0.06 ®
0.008 0.015 0.02 0.025 0.03 0.03 0.03 0.035 0.04 0.04 0.045 0.05 0.055 [
0.008 0.015 0.02 0.025 0.03 0.03 0.03 0.035 0.04 0.04 0.045 0.05 0.055 [ )
0.008 0.015 0.02 0.025 0.03 0.03 0.03 0.035 0.04 0.04 0.045 0.05 0.055 °
0.01 0.02 0.02 0.025 0.03 0.03 0.035 0.035 0.04 0.045 0.05 0.055 0.06 °
0.01 0.02 0.02 0.025 0.03 0.03 0.035 0.035 0.04 0.045 0.05 0.055 0.06 ®
0.01 0.02 0.02 0.025 0.03 0.03 0.035 0.035 0.04 0.045 0.05 0.055 0.06 ®
0.01 0.02 0.025 0.03 0.035 0.04 0.045 0.05 0.055 0.06 0.065 0.07 0.075 [
0.01 0.02 0.025 0.03 0.035 0.04 0.045 0.05 0.055 0.06 0.065 0.07 0.075 [
0.01 0.02 0.025 0.03 0.035 0.04 0.045 0.05 0.055 0.06 0.065 0.07 0.075 ®
0.01 0.02 0.025 0.03 0.035 0.04 0.045 0.05 0.055 0.06 0.065 0.07 0.075 ®
0.01 0.02 0.025 0.03 0.035 0.04 0.045 0.05 0.055 0.06 0.065 0.07 0.075 [}
0.01 0.02 0.025 0.03 0.035 0.04 0.045 0.05 0.055 0.06 0.065 0.07 0.075 [ )
0.005 0.007 0.012 0.015 0.02 0.025 0.03 0.035 0.035 0.04 0.045 0.045 0.05 [ )
0.005 0.007 0.012 0.015 0.02 0.025 0.03 0.035 0.035 0.04 0.045 0.045 0.05 ®
0.005 0.008 0.01 0.012 0.015 0.02 0.025 0.025 0.03 0.03 0.035 0.04 0.045 ®

® optimally suited
O suited
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Application recommendation
TMC-NX 2xD IC

Cutting speed

ISO Material group Hardness Eq);?:,;l IZ Me:;cgrlal Ve
’ (m/min)
. S235JR 1.0037
oo |
11SMnPb30 1.0718
) S355J2 1.0577
:trggls‘:“:ft':glﬁgezze unalloyed case hardened | gy0-1000 N/mm2 C60 1.0601 %
’ 31CrMo12 1.8515
42CrMo4 1.7225
Alloyed heat-treatable steels, tool steels, 36CrNiMo4 1.6511
highyspeed steels B00=1200IN/mm? X36CrMo17 1.2316 el
HS 6-5-2 1.3343
Stainless steels X5CrNi18-10 1.4301
M1 sulphured austénitic < 1000 N/mm? X6CrNiTi18-10 1.4571 60
’ X8CrNiS18-9 1.4305
. . : X17CrNi16-2 1.4057
M | M2 fnt:;[‘;issft'ica”d el <1000 N/mm? X90CrMoV/18 1.4112 55
X2CrTi12 1.4512
X2CrNiMoN22-5-3 1.4462
M3 | Duplex and Super Duplex <1300 N/mm? X2CrNiMoN25-7-4 1.441 50
X2CrNiMoCuWn25-7-4 1.4501
EN-GJL-150 0.6015
Cast iron 300 HB EN-GJL-250 0.6025 120
EN-GJL-300 0.603
Spheroidal graphite iron EN-GJS-400-15 0.704
and malleable cast iron 350 HB EN-GJS-600-3 0.706 100
EN-GJS-700-2 0.707
» EN-GJS1000-5
ADI, GGV 1°ggON|{|"ém EN-GJV250 9
EN-GJV400
AI99,5H 3.025
N1 | Aluminium and wrought alloys < 450 N/mm? AlMgSii 3.2315
AlZn4,5Mg 3.4335
GD-AISi5Cu1Mg 3.2134
a GD-AISi8Cu3 3.2162
N2 | Al cast alloys < 600 N/mm G-AISi9Mg 39373
G-AlISi12 3.2581
N | N3 | Magnesium alloys < 500 N/mm? GDMgAI8Zn1 3.5812.08
Cuzn20 2.025
long-chippin
N4 | Copper and copper alloys ° ° O Gag 90
STl CuZn39Pb2 2.038
CuZn43Pb2 2.041
N5 | Copper special alloys < 1400 N/mm? Ampco 70
N6 | Plastics [Thermoplastics, Duroplastics] Iong-chllppl'ng PMMA, P.OM'PVC
short-chipping Pertinax
Titan 3.7025
S1 | Tiand Ti alloys < 1200 N/mm? TiAI5Sn2 3.7115 55
s TiAIBV4 3.7165
Hastelloy C4 2.461
S2 | Nickel, cobalt and iron alloys < 1400 N/mm? Inconel 718 2.4668 45
Nimonic 2.4634
H :; High tensile steels, hardened steels gg:gg :23 'ﬁ\%oox
Please note:

The cutting values specified in the respective columns are guide values, they have to be adapted according to application
conditions (material, lubrication, tool clamping, machine etc.)
Depending on the machining task the optimal cutting values can differ from those in the table by up to +30 %!
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TMC-NX
53890
Milling part diameter [d1] / feed per tooth [f;] [conventional milling]

92 23 o4 25 26 Q7 28 29 210 212 214

mm mm mm mm mm mm mm mm mm mm mm —
0.01 0.015 0.02 0.02 0.025 0.025 0.025 0.03 0.03 0.035 0.04 [ )
0.01 0.015 0.02 0.02 0.025 0.025 0.025 0.038 0.03 0.035 0.04 [ )
0.01 0.015 0.02 0.02 0.025 0.025 0.025 0.03 0.03 0.035 0.04 [ )
0.005 0.01 0.015 0.015 0.02 0.02 0.02 0.025 0.025 0.03 0.03 [ )
0.005 0.01 0.015 0.015 0.02 0.02 0.02 0.025 0.025 0.03 0.03 [ )
0.005 0.01 0.015 0.015 0.02 0.02 0.02 0.025 0.025 0.03 0.03 [ )
0.01 0.02 0.025 0.03 0.03 0.035 0.04 0.04 0.045 0.05 0.06 [ )
0.01 0.02 0.025 0.03 0.03 0.035 0.04 0.04 0.045 0.05 0.06 [ )
0.01 0.02 0.025 0.03 0.03 0.035 0.04 0.04 0.045 0.05 0.06 °
0.01 0.015 0.02 0.02 0.025 0.025 0.025 0.08 0.03 0.035 0.04 [ )
0.005 0.01 0.015 0.015 0.02 0.02 0.02 0.025 0.025 0.03 0.035 L4
0.01 0.015 0.015 0.02 0.025 0.025 0.025 0.03 0.03 0.035 0.035 [ )
0.005 0.01 0.01 0.015 0.02 0.02 0.02 0.025 0.025 0.03 0.03 (@)

® optimally suited
O suited
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Application recommendation
TMD-NX 2.5xD (Please note, M4 counter clockwise)

. Cutting speed
ISO Material group Hardness ri);?;g IZ Me:;cgrlal 8c P
’ (m/min)
. S235JR 1.0037
St e e g el oo
11SMnPb30 1.0718
Free-cutting steels, unalloyed case hardened 5 S355.2 1.0577
steels, nitriding ste’els 800-1000 N/mm C60 1.0601 70
31CrMo12 1.8515
42CrMo4 1.7225
Alloyed heat-treatable steels, tool steels, 36CrNiMo4 1.6511
highyspeed steels OIS i X36CrMo17 1.2316 70
HS 6-5-2 1.3343
. X5CrNi18-10 1.4301
M1 f:?;;?lljrs; dStaejzénmc <1000 N/mm? X6CrNITi18-10 1.4571 55
’ X8CrNiS18-9 1.4305
Stainless- and acidresistant steels X17GrNi16-2 1.4057
M | M2 martensitic ’ < 1000 N/mm? X90CrMoV18 1.4112 50
X2CrTi12 1.4512
X2CrNiMoN22-5-3 1.4462
M3 | Duplex and Super Duplex < 1300 N/mm? X2CrNiMoN25-7-4 1.441 50
X2CrNiMoCuWn25-7-4 1.4501
EN-GJL-150 0.6015
Cast iron 300 HB EN-GJL-250 0.6025 80
EN-GJL-300 0.603
Spheroidal graphite iron EN-GJS-400-15 0.704
and malleable cast iron 350 HB EN-GJS-600-3 0.706 75
EN-GJS-700-2 0.707
EN-GJS1000-5
ADI, GGV 1OggON|{|rgm2 EN-GJV250 65
EN-GJV400
AI99,5H 3.025
N1 | Aluminium and wrought alloys < 450 N/mm? AlMgSii 3.2315
AlZn4,5Mg 3.4335
GD-AISi5Cu1Mg 3.2134
a GD-AISi8Cu3 3.2162
N2 | Al cast alloys < 600 N/mm G-AISi9Mg 39373 120
G-AISi12 3.2581
N | N3 | Magnesium alloys < 500 N/mm? GDMgAI8Zn1 3.5812.08
el CuZn20 2.025
N4 | Copper and copper alloys AT s 80
S T CuZn39Pb2 2.038
CuZn43Pb2 2.041
N5 | Copper special alloys < 1400 N/mm? Ampco 65
N6 | Plastics [Thermoplastics, Duroplastics] Iong-chllppl'ng PMMA, P.OM’PVC
short-chipping Pertinax
Titan 3.7025
S1 | Tiand Ti alloys < 1200 N/mm? TiAI5Sn2 3.7115 45
s TiAl6V4 3.7165
Hastelloy C4 2.461
S2 | Nickel, cobalt and iron alloys < 1400 N/mm? Inconel 718 2.4668 45
Nimonic 2.4634
H :; High tensile steels, hardened steels gg:gg Egg 'ﬁ\;%%x gg
Please note:

The cutting values specified in the respective columns are guide values, they have to be adapted according to application
conditions (material, lubrication, tool clamping, machine etc.)
Depending on the machining task the optimal cutting values can differ from those in the table by up to +30 %!
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TMD-NX

53948

53949

53950

Milling part diameter [d1] / feed per tooth [f,]
91-1,8 91,81-2,4 | 92,41-2,7 | ©92,71-3,1 | ©3,11-3,8 | ©3,81-4,6 | @4,61-6,2 | 96,21-7,5 | 97,51-9,0 | ©9,01-16

mm mm mm mm mm mm mm mm mm mm mm -
0.008 0.008 0.012 0.014 0.018 0.026 0.028 0.030 0.035 0.040 0.048 [}
0.008 0.008 0.012 0.014 0.018 0.026 0.028 0.030 0.035 0.040 0.048 [}
0.007 0.007 0.010 0.011 0.012 0.016 0.020 0.025 0.030 0.036 0.044 [}
0.007 0.007 0.010 0.011 0.012 0.016 0.020 0.025 0.030 0.036 0.044 [}
0.007 0.007 0.010 0.011 0.012 0.016 0.020 0.025 0.030 0.036 0.044 ()
0.005 0.005 0.007 0.008 0.010 0.014 0.016 0.018 0.020 0.026 0.033 [ )
0.008 0.008 0.012 0.014 0.016 0.020 0.024 0.030 0.036 0.040 0.048 [}
0.008 0.008 0.012 0.014 0.016 0.020 0.024 0.030 0.036 0.040 0.048 [}
0.007 0.007 0.011 0.013 0.015 0.018 0.022 0.028 0.033 0.038 0.046 [ )
0.007 0.007 0.011 0.013 0.015 0.018 0.022 0.028 0.033 0.038 0.046 (@)
0.008 0.008 0.012 0.014 0.016 0.020 0.024 0.030 0.036 0.040 0.048 [}
0.007 0.007 0.010 0.011 0.012 0.016 0.020 0.025 0.030 0.036 0.048 [}
0.007 0.007 0.010 0.011 0.012 0.016 0.020 0.025 0.030 0.036 0.044 [ )
0.007 0.007 0.010 0.011 0.012 0.016 0.020 0.025 0.030 0.036 0.044 [}
0.007 0.007 0.010 0.011 0.012 0.016 0.020 0.025 0.030 0.036 0.044 [}
0.005 0.005 0.008 0.009 0.010 0.014 0.018 0.022 0.028 0.033 0.042 [}

® optimally suited
O suited
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M S H Type Form  100€rANCe g0 material  Surface  Standard d1 Catalogue  Progr.
Y class no. page

Taps for ISO metric threads

PR P r—

Produktiv ~DIN 371/

e o o o o dul B oix  [mssE | amzn DNSTV moomaz  saras s
Produktiv \ DIN 371/

e o o o o rodukt B eix  [hssE | amzv NSV m2-mgo 53734 56
Produktiv \ DIN 371/

e o o o o ut B oix  [NHSSTERBMN Amizv  DNOTV w3 - M2 53735 57
Produktiv . DIN 371/

e e o o o luk B oix  [DHSSEEBMN Amizv  DNSTV wis - Mo 53736 58
Produktiv \ DIN 371/

e e o o o ut B oHo01 [ HSSE | amzn DNV va w0 53737 59
Produktiv ) DIN 371/

e o o o o ut B sax [hssE | amzn  DNOTV m2-mgo 53738 60

—— i
e e o o o Produktiv B 6HX _ ATizN - Company s oo 53739 61
N-X std.

e e o o o IntensivN-X  C eix  [URssE | Tan- DNSTV mo v 53746 62
Intensiv N-X ) DIN 371/

B - BN - si c 6HX _ TiaN-H - DIRSTV M2 - Mo 53747 63
: : DIN 371/

e e o o o IntensivN-X  C 6HX _ Tian-H - RSPV M3 - m20 53748 64
: . DIN 371/

e e o o o IntensivN-X  C 6HX _ TiaN-H - DIRSTY M5 - M30 53749 65
e e o o o IntensivN-X  E eix  [hssE | Tan+  DNSTV m2-omgo 53760 66
: . DIN 371/

e e o o o IntensivN-X  C 6H-+0,1 _ TiaN-H - RSPV m2-m30 53750 67
: : DIN 371/

e e o o o IntensivN-X  C 6GX _ Tian-H - DRSTY M2 m3o 53751 68
e e 0o o o IntensivN-X  C BHX _ TiAIN-H C°$ga”y M3 - M20 53752 69
e o o o PodukivN B 1s02/6H || HSS'E | Ste;g‘rggm‘ DIN 371 M3 - M10 73033 70
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M S H Type Form  100€rANCe g0 material  Surface  Standard d1 Catalogue  Progr.
Y class no. page

Taps for ISO metric threads

e o o o PodukivN B 1s02/6H || HSS'E | Stegemretgm‘ DIN376  M12-M24 73038 70
, . DIN 371/
e o o o PodukivN B 1s0/6H || 'HSSE | TN NS M3-M20 63033 71
e o o o IntensivN  C 1SO2/6H _ Stegre"r;gm' DIN 371 M3 - M10 73046 72
e o o o IntensivN  C 1SO2/6H _ Stesg‘r °M DIN37E  M12-M24 73048 72
e o o o ntensvN_ G 1s02/6H [ UHSSE | TIN DIN 371 M3 - M10 63046 73
e o o o IntensivN ~ C 6HX _ TiN DIN376  M12-M20 63048 73
e o o o ntensivN.- E  1s02/6H [ HSSE | bright  DIN 371 M4 - M10 73047 74
e o o o o Produktiv B 1SO2/6H _ TICN  DIN371  M22-M10 53053 75
Synchro : i
|W
e o o o o Produktiv B 1S02/6H TICN  DIN376  M12-M20 3054 75
Synchro : - 5305
B - BN - 'sr;/‘rfgﬁ'r‘(’) c 6HX _ TICN  DIN 371 M5 - M10 53050 76
B . 'Sr;‘rfgﬁ'r‘é c 6HX _ TICN  DIN376  M12-M20 53051 76
. e« o H c B6HX _ TICN  DIN376  M16-M39 53646 77
. e« o H c eix [UHSSE | TCN  -DIN376  M16-M39 53647 77
. o VA B 1S02/6H _ steam tem- 5\ 374 M3 - M10 73176 78
pered
. o VA B I1SO2/6H _ Stegre"r;gm' DIN376  M12-M20 73177 78
. ° VA B 1SO2/6H _ TiN DIN 371 M3 - M10 63176 79
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M S H Type Form  100€rANCe g0 material  Surface  Standard d1 Catalogue  Progr.
Y class no. page

Taps for ISO metric threads

. o o VA B eix [UHSSE | TN  DING76  M12-Mi6 63177 79

. o VA B 1soeH |NHSSUESPMN| bright  DIN 371 M3 - M10 73641 80

. o o VA B isozeH [NHSSSESPMN bright  DIN376  M12-M20 73643 80
R et

. o VA B i1soeH [JHSSESPMI| TICN  DIN371 M3 - M10 53641 81
e

. o VA B isoxeH [JHSSESPMI| TICN  DIN376  M12-M16 53643 81
=W

. o IntensivHD G 1S02/6H | HSS'E Ste;g”rggm' DIN371  M3-M10 73660 82
e e N

. o ntensivHD G 1s02/6H [ HSSE Ste;;"r;gm' DIN376  M12-M20 73659 82
B

. o o ntensivHD G 1S02/6H [JHSSRESPMN bright  DIN 371 M3 - M10 73662 83
m

. o o ntensivHD G 1S02/6H [IHSSEESPMN| bright  DING76  M12-M24 73665 83

. o o ntensivHD G 1502/6H |HSSSESPMI TICN  DIN371  M3-M10 53662 84
R .

. o ntensivHD G I1SO2/6H [IHSSRESPMN| TICN  DIN376  M12-M16 53665 84
===t N

. o o ntensivHD G 1S02/6H [IHSSRESPMN| TN DIN 371 M3 - M10 63662 85
m

. . ntensivHD G 1S02/6H [HSSEESPMN| TN DIN376  M12-M16 63665 85

. —— . Intensiv B oix  [NHSSSERRMN Tcn  DNOTY m3-wmie 53667 86
[

. . Intensiv c oix  [UHSSTERBMN Ton  DNOTV ms-wmie 53666 87

— o_— o o Prodidv g 6HX _ Tian O %7716/ M3 - M16 53669 88
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Taps for ISO metric threads

|

o (] ® [ntensiv HX

Produktiv H

Produktiv H

Produktiv H

Produktiv H

. o Produktiv H
e
. o Intensiv H
e ey T
. o Intensiv H
- o_- - Intensiv H
' m——
1;00 © Intensiv H
—_— o ;
L e
° H
o_ o_o ° o HCX
. H
(] o Massiv N

44

KiSTOCK

Tolerance

class

6HX

1ISO2/6H

1SO2/6H

1SO2/6H

1SO2/6H

1ISO2/6H

1SO2/6H

1SO2/6H

1SO2/6H

1SO2/6H

6HX

1SO2/6H

6HX

6HX

1SO2/6H

1SO2/6H

Tool material

Surface

TiAIN

nitrided

nitrided

TiCN

TiCN

bright

nitrided

nitrided

TiCN

TiAIN

TiCN

TiCN

TiCN

bright

bright

bright

Standard d1 Catalogue ':)fggg
NS M3-Mi6 53668 89
DIN371  M2-M10 73642 90
DIN376  Mi2-M20 73645 90
N M2-Mm20 53642 9
s M3-Mi6 53640 92
DIN371  M3-M10 73640 93
DIN371  M3-M10 73661 94
DIN 376 M12 - M20 73664 94
N M2-M20 53661 95
Ny M4-M20 53664 96
DNV M3-m16 53676 97
-DIN371  M3-Mi2 63010 97
DIN371  M5-M10 53670 98
DIN 371 M3 - M10 73011 98
DIN 371 M2,3 - M10 73126 99
DIN371  M1-M10 73185 100



LISTOCK
M S H Type Form  100€rANCe g0 material  Surface  Standard d1 Catalogue  Progr.
Y class no. page

Taps for ISO metric threads

PYTTTrTrr—

. o N B isozeH [['HSSE | bright DIN371  M2-M10 73133 101
. o N B isozeH [ 'HSSE | bright DIN376  M2-M24 73138 102
— e -

. o N B isozed [[UHSSE N TN  DIN371  M3-M10 63133 103
rhobedehlyi i 8

. o N B isozed [[UHSSE| TN  DIN376  M12-M20 63138 103
S

. o ensvN G 1S02/6H || HSSE\ | bright DIN371  M22-M10 73221 104

. o ntensvN G 1s02/6H || "HSS"E | bright  DIN376 M4 -M22 73227 104

. o ntensyN G 1S02/6H || HSSE | bright  DIN371  M22-M10 73146 105
e NN

. o ensvN G 1S02/6H ||\ \HSSE | bright DIN376  M3-M30 73148 106
===t N N

. o mensvN G 1so2/6H || 'HSSE | TN  DIN371  M3-M10 63146 107
=t T

. o tensvN G 1so2/6H [ 'HSSE | TIN  DIN376  M12-M20 63148 107

. o N B 1s03/6G [['HSSE | bright DIN371  M25-M10 73132 108

. o tensvN G 1503/6G ||\ \HSSE | bright DIN371  M3-M10 73145 108

. PodukivW B 1502/6H [ HSS-E| | bright  DIN371  M23-M10 73131 109

. ProdukvW B ISO2/6H _ bright  DIN376  M12-M20 73189 109

. ntensvW G 1s02/6H [[UHSSE| bright  DIN371  M22-M10 73156 110
i

. ensvW G 1s02/6H [[UHSSE| bright  DIN376  M12-M20 73136 110
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Catalogue Progr.

. M .. S H Type Form To::ela;asr;ce Tool material Surface  Standard d1
Taps for ISO metric threads
. GG oix [ HSSE | nirided DING71  M3-M10
. GG oix [ HSSE | nivided DING76  M12-M24
e o GG oix [[HSSE | TiAN  DING71 M3 - M10
e e o o o Produktiv oix [HSSE | AmizN  DiNa74 MEX0S5-M24
X2
B . e P_m,\?:)?“" oix  [UHSSEEBMN ATizn  DiNa74  MBX 11:5'\"24
B . B Produxtiv orx [WHSSEBMN ATz Dinaza  MEX1- MR
2 BN R 6ax [[HSSE | AmizN Dinaz4 MEXOTE- M2
e e o o o Intensiv N-X eix  [HSSE | TAN-H DiNa74 MEXO0S5-M24
YRR
e e o o o Intensiv N-X orix  [NHSSSEPMN TAN-H DiNa7a  MEX e
———t
e e o o o Intensiv N-X oix  [WHSSTERBMN Tian-+  DINa74 M8 ’;11,‘5'\"24
m
e e o o o Intensiv N-X 6HX _ TIAIN-H  DIN 374 MGX?(Z?S' Mz4
e YRR
e e o o o Intensiv N-X 6ax [ HSSE | TANH DIN374 MGX?('Z?S' M24
[ T —
e o o o Produktiv N 1SO2/6H _Ste;g‘régm' DIN 374 M6X?(vf’5' M20
T e—— e N
e o o o Intensiv N 1S02/6H _Stegre"r;gm' DIN 374 MGX%%‘ M20
W
o o o o O et sozeH [JHSSIESBMN| Tion  Dinaz4  MEX1-M16
46

no. page
73201 111
73211 111
63201 112
53778 113
53789 114
53790 115
53779 116
53780 117
53791 118
53792 119
53770 120
53781 121
73183 122
73187 122
53055 123



LiISTOCK
M S H Type Form  100€rANCe g0 material  Surface  Standard d1 Catalogue  Progr.
Y class no. page

Taps for ISO metric fine threads

|

Intensiv M8 x 1 - M20

e o o o o it c orix [JHSSHESMN Ticn  DiNa74 s 53052 123
e
. o VA B isoeH | HSSE | Ste;g”retgm' DIN374 M X0 M20 73178 124
e N TN
. o ntensivHD G I1s02/6H [ HSSE Steg;"rggm' pinaza  MEXT ,'5'\"20 73180 125
[ S ——T
. o PoduktivH B 1S02/6H [ IHSSEE | nitiided  DINa7a MIXOS M2 75646 156
= S T
. ntensivH G 1S02/6H [ HSS®E | nitided DIN374 M8X ?(155 M24 73647 127
e I
. o N B ISO2/6H _ bright  DIN374 M4 Xff‘é M36 73050 128
W
. o ntensivN-~ G 1s02/6H [ UHSSE | bright DIN374 MOXOS5-M30 73473 45
' S=====__ TN
. o ntensivN. G 1S02/6H [ UHSSE | TIN pinaza  MEXT "5'\"20 63173 130
=
. GG c oix [HSSE | nivided DINa74  MEXT "5""20 73194 131

Taps for UNC threads

Produktiv

e o o o o ut B oex  [UhssE | amzn QNS 2.s6-1-8  sare2 132
S A TN TN
e e o o o IntensivN-X  C oex  [[UmssE | Tan+ DNOTV 5.s56-1-8  s3t83 183
e e
e o o o ProduktivN B 28 [ hssE | o™ -DIN371 4-40-3/8-16 73308 134
[ —-
e o o o ProduktivN B 28 HSS-E Ste;g”rggm' -DIN376 1/2-13-3/4-10 73300 134
e W
e o o o IntensivN G 28 HSSE Ste;;"r;gm' -DIN371 4-40-3/8-16 73322 135
T e— e N
e ol o o IntensvN G 28 HSSE Stesg"r;gm' -DIN376 1/2-13-3/4-10 73323 135
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M S H Type Form  100€rANCe g0 material  Surface  Standard d1 Catalogue  Progr.
Y class no. page

Taps for UNC threads

B 2B _Stegg‘retgm‘ -DIN371 4-40-3/8-16 73207 136
B 2B _Stegg”retgm' -DIN376 1/2-13-1-8 73208 136
. o IntensivHD ~ C 2B _Steggnr;gm' -DIN371 4-40-3/8-16 73304 137
. o IntensivHD ~ C 2B _Ste;;"r;gm' -DIN376 1/2-13-3/4-10 73305 137
e
. c 28 [ HSSE | nivided -DIN371 8-32-3/8-16 73326 138
c 28 ||UHSS-E | nivided -DIN376 1/2-13-3/4-10 73327 138
e o o o o uk B oex  [UhssE | amzn DNSTV o 64112 sazea 130
e e o o o Intensiv N-X  C oex  [UmssE | Tann DNSTU 5 64112 sazes 140
T le— e N T
e o o o IntensivN G 2B _Ste;g”rggm' -DIN374 10-32-5/8-18 73324 141
e
. o VA B 2B _Ste;‘;"r;gm' -DIN374 10-32-5/8-18 73200 142
e L N
. o IntensivHD ~ C 2B _Ste;;"r;gm' -DIN374 10-32-5/8-18 73306 142
Taps for BSP threads
e e o o o PVOI\‘}'“)'(‘“V B | HSSEE | ATIZN DIN5156  G1/16- G 53787 143
B e e 1 h
e e o o o IntensivN-X  C | HSSE | TAN-H DIN5156  G1/16-Gi 53788 144
m
e o o o o IntensivN-X  E | HSSE | TANH DIN5156  G1/16-Gi 53775 145
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M S H Type Form  'olerance  r,o material  Surface  Standard di Catalogue Progr.
Y class no. page

Taps for BSP threads

e o o o ProduktivN B . HSS-E Stegemretgm‘ DIN5156  G1/8-Gi 73321 146
e o o o IntensivN ~ C | HSSE | SeAmIem- g5 Gi/s- G 73325 146
pered
steam tem-
. ° VA B _ g™ DIN5156  G1/8-Gf 73300 147
. o IntensivHD ~ C _ steamtem- )\ 5156  G1/8- G 73288 147
pered
. ° IntensivN ~ C | HSSEE | bright DIN5156 Gi/8-Gi1/4 73286 148
. GG c _ nitided  DIN5156  G1/8 - G1 73345 149
e o o o o Poduke g | HSSE | ATZIN DIN5156 Rpl/i6-Rpd/4 53795 150
e e o o o Intensiv-N-X  C _ TIAN-H DIN5156 Rp1/16-Rp3/4 53796 151

Taps for BSW threads

Produk-

e o o o o roduke B | HSSE | ATIZN -DIN371  Wi/8- W1 53793 152
e e o o o Intensiv-N-X  C | HSSE | TAN-H -DIN371  W1/8- W 53794 153
Taps for NPT threads

steam tem- Company _
B . B o VA c . HSS-E o mp: 1/8 - 3/4 73203 154
Short taps for NPT threads
. o o N c _ brigt ~ COmPAY 4161 73205 155
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M S H Type Form  'olerance  r,o material  Surface  Standard di Catalogue Progr.
Y class no. page

Short taps for PG threads

. o o N B _ bright ~ DIN 40432 PG7 - PG16 73296 156

Machine nut taps for ISO metric threads

e o e e N iso2/6H [ HSSE | bright DIN357  M3-M18 73243 157

Machine combination drill taps for ISO metric threads

e o e e N D isozeH [[UHSSE N bright  COmPAV g2 73248 158

Hand taps for ISO-metric threads, set, right hand cutting

e o e e Produktiv N A/D/C  1SO2/6H _ bright  DIN352  M1,2-M20 73531 159

Hand taps for ISO-metric threads, set, left hand cutting

e o e o N aoc  isozeH [ HESH oo owss2  ma-wmis 73532 160

Hand taps for ISO-metric fine threads, set

e —
TH————

e o e o N D/C  1SO2/6H _ bright  DIN21g1 MOXO02-MIT 73551 469

Hand taps for UNC threads, set

e o e e N A/D/C 22 [ oot owss2 5-40-34-10 73835 162
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M S H Type Form  'olerance  r,o material  Surface  Standard di Catalogue Progr.
Y class no. page

Hand taps for BSW threads, set

. o . . N A/D/C bright ~DIN 352 W1/8 - W9/16 73534 163

Fluteless taps for ISO metric threads

Y e
e o o o DurativN-X ~ C  4HX/6HX _ TicNn  “PINS7T1/ g Mo 53630 164
~DIN 376

T e

e o o o o DurativN-X  C oix  [DHSSTERBMN Ton  DNSTV ws - mzo 53610 165
e o o o e DurativN-X  E oix  [IHSSEBMN Ton  DNSTV m2-meo 53618 165
T ey

o o o o . DurativN-X  C sox |[WHSSEBMN Ton  DNSTV mo-meo 53631 166
o o o o Durativ c oix [ HSSE | bright -DINS7T1  M3-M10 73120 167
e o o o Durativ c 6HX _ TN ~DIN371  M3-M10 63120 168
o o o Durativ c eix [UHSSE | TN -DIN376  M12-M16 63122 168
. Durativ c B6HX _ AICrN  ~DIN371  M3-M10 53620 169
. Durativ c oix  [NHSSEESMN ACN  -DIN376  M12-M20 53622 169
e o o e Durativ c 6HX _ TICN  ~DIN371  M3-M10 63013 170
e o o o Durativ c sax [HSSE | TN  -DIN37T1  M3-M10 63119 171
. Durativ c 6GX _ AICrN  ~DIN371  M3-M10 53621 171
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Tolerance

Catalogue Progr.

. M .. S H Type Form i, Tool material Surface  Standard d1 o) page
Fluteless taps for ISO metric fine threads
e o o o e DurativN-X ~ C 6HX _ TON  -DIN374 M3x035-M24 53630 172
e o o o e DurativN-X  C 6HX _ TON  -DINg7a  MBX1-M20 53615 473
e o o o e DurativN-X  E 6HX _ TN  -DINa7a  MBX1-M20 53519 473
e o o o Durativ c 6HX _ TN -DINa7a MBX1 M6 63703 474
Fluteless taps for UNC threads
T ST
e o o o e DuratiyN-X ~ C oo [JHSSTEBMN Ttion DNV 4-40-34-10 53638 175
Fluteless taps for UNF threads
AR e m————
o o o o e DuratiyN-X ~ C oex  [WHSSEBMN ton DNV 4-48-34-16 53638 178
Fluteless taps for BSP threads
e o o o DuratvN-X ~ C _ TICN  DIN2189  G1/8-G1/2 53635 177
Fluteless taps w/o oil grooves for ISO metric threads
Durativ c 6HX _ TiN DIN371  M2-M10 63121 178
Durativ c 6HX _ TN ~DIN376  Mi2-M20 63123 178
Thread milling cutters with chamfer for ISO metric threads
e o o o o TMC-NX SP _ M COmPAY vz Mi6x15 53890 179
e e o e e o TMCSP _ TiCN 002‘;53”3’ M3 - M20 53810 180
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Tolerance ’ Catalogue Progr.
. M .. S H Type Form i, Tool material Surface  Standard d1 o) page

Thread milling cutters without chamfer for ISO metric threads

e o e e o <55 TMSP _ TiCN 00333”3’ M6 - M20 53860 181
e o o o e <55 TMUSP _ TICN C°$gany >10->30 73830 182
e o e e e o TMSP _ TiCN C°$gany M4-M20x1,5 53830 183

Thread milling cutters with chamfer for ISO metric fine threads

TiCN Company M4x0,5-M16 53820 184

B ° BEEERC °  TMCSP std x1,5

Thread milling cutters without chamfer for BSP threads

TicN  ComPany  Gys_Gasg 53831 185

. o . ° o <55 TMSP std

Universal thread milling cutters for BSP threads

!

e o o o e <55 TMUSP _ ToN  ComRany 4/ x 53832 186

Micro thread milling cutters for ISO metric threads

e o e e e <55MTM-NXSP _ TiCN C°Smtgf'"”y M1,6 - M20 53892 187

e o o o o T™ SP _ TiCN C°$gany M1,6 - M16 53840 188
o e TMSP _ TiISIN+ C°Smtgf'"”y M2 -Mi2 53850 189

Micro thread milling cutters for BSP-threads

p

. . ° . ) T™ SP

TicN Cofs‘:gany G1/16-G1/8 53841 190
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M S H Type Form  100€rANCe g0 material  Surface  Standard d1 Catalogue  Progr.
yP class no. page

Drill thread milling cutters for ISO metric threads

e —

e o e e e <BB6 TMD-NX _ TiSIN 00333”3’ M2-Mi16 53948 191

Drill thread milling cutters for UNC/UNF threads

e e—

e o o e o <66 TMD-NX _ TisN - COmPaAY N No | 53949 192

Drill thread milling cutters for BSP threads

e

e o o o e <66 TMD-NX _ TiSIN C°$ga”y G1/16-G1/8 53050 193
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Al-
A — x| e B | BSSE ARV o

Catalogue no. 53733 - M - N s H  Application
recommendations
° ° o o o page 6
o for through holes
¢ with spiral point
e chip evacuation in feed direction
e for universal application
e steel materials up to 1200 N/mm?
SW P e acid resist./stainless steels
I ® non-ferrous metals
b={ ol S e cast materials
I
Is
l4
d1 P d2 SwW dk 1 12 15
mm mm mm mm mm mm mm
M2 0.400 2.800 2.100 1.60 45.000 8.000 13.500
M2,5 0.450 2.800 2.100 2.05 50.000 9.000 14.500
M3 0.500 3.500 2.700 2.50 56.000 10.000 18.000
M4 0.700 4.500 3.400 3.30 63.000 12.000 21.000
M4,5 0.750 6.000 4.900 3.70 70.000 14.000 25.000
M5 0.800 6.000 4.900 4.20 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.00 80.000 16.000 30.000
M7 1.000 7.000 5.500 6.00 80.000 16.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 17.000 35.000
M9 1.250 9.000 7.000 7.80 90.000 17.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 20.000 39.000
M11 1.500 8.000 6.200 9.50 100.000 20.000 42.000
M12 1.750 9.000 7.000 10.20 110.000 24.000 49.000
M14 2.000 11.000 9.000 12.00 110.000 26.000 53.000
M16 2.000 12.000 9.000 14.00 110.000 26.000 54.000
M18 2.500 14.000 11.000 15.50 125.000 30.000 62.000
M20 2.500 16.000 12.000 17.50 140.000 32.000 62.000
M22 2.500 18.000 14.500 19.50 140.000 32.000 62.000
M24 3.000 18.000 14.500 21.00 160.000 36.000 73.000
M30 3.500 22.000 18.000 26.50 180.000 40.000 85.000
M33 3.500 25.000 20.000 29.50 180.000 40.000 91.000
M36 4.000 28.000 22.000 32.00 200.000 50.000 102.000
M39 4.000 32.000 24.000 35.00 200.000 50.000 107.000
M42 4.500 32.000 24.000 37.50 200.000 56.000 112.000
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Catalogue no. 53734

SW
= S 5
I2
Is
I4
d1 P d2
mm mm
M2 0.400 2.800
M2,5 0.450 2.800
M3 0.500 3.500
M4 0.700 4.500
M5 0.800 6.000
M6 1.000 6.000
M8 1.250 8.000
M10 1.500 10.000
M12 1.750 9.000
M14 2.000 11.000
M16 2.000 12.000
M18 2.500 14.000
M20 2.500 16.000
M24 3.000 18.000
M30 3.500 22.000

56

KiSTOCK

SW
mm
2.100
2.100
2.700
3.400
4.900
4.900
6.200
8.000
7.000
9.000
9.000
11.000
12.000
14.500
18.000

N-XLH | 1371/376

Al-
TiZrN

for through holes
with spiral point

non-ferrous metals
cast materials

dk
mm
1.60
2.05
2.50
3.30
4.20
5.00
6.80
8.50
10.20
12.00
14.00
15.50
17.50
21.00
26.50

TR m IKEON
[ ] O O

chip evacuation in feed direction
for universal application

steel materials up to 1200 N/mm?
acid resist./stainless steels

1
mm
45.000
50.000
56.000
63.000
70.000
80.000
90.000
100.000
110.000
110.000
110.000
125.000
140.000
160.000
180.000

D) onx

S

O

H

Application
recommendations
page 6

mm
13.500
14.500
18.000
21.000
25.000
30.000
35.000
39.000
49.000
53.000
54.000
62.000
62.000
73.000
85.000



KiSTOCK

371/376|

Al-
A — T, i L QS
Catalogue no. 53735 - M - N s H  Application
[ ] O O

recommendations

° o page 6

for through holes

with spiral point

chip evacuation in feed direction
for universal application

steel materials up to 1200 N/mm?
acid resist./stainless steels
non-ferrous metals

cast materials

d2
vV
d1

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm
M3 0.500 3.500 2.700 2.50 56.000 10.000 18.000
M4 0.700 4.500 3.400 3.30 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.20 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.00 80.000 16.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 17.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 20.000 39.000
M12 1.750 9.000 7.000 10.20 110.000 24.000 49.000
M14 2.000 11.000 9.000 12.00 110.000 26.000 53.000
M16 2.000 12.000 9.000 14.00 110.000 26.000 54.000
M20 2.500 16.000 12.000 17.50 140.000 32.000 62.000
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B ——

Catalogue no. 53736

~ a—-

d1

58

W P
AN
I2
s
l4
d1 P
mm

M5 0.800
M6 1.000
M8 1.250
M10 1.500
M12 1.750
M14 2.000
M16 2.000
M20 2.500
M24 3.000
M30 3.500

d2

6.000
6.000
8.000
10.000
9.000
11.000
12.000
16.000
18.000
22.000

SW
mm
4.900
4.900
6.200
8.000
7.000
9.000
9.000
12.000
14.500
18.000

KiSTOCK

‘ N-X

TR m IKEON
[ ] O O

371/376|

Al-
TiZrN

for through holes
with spiral point
radial coolant exit

chip evacuation in feed direction
for universal application

steel materials up to 1200 N/mm?
acid resist./stainless steels

non-ferrous metals
cast materials

dk

mm
4.20
5.00
6.80
8.50
10.20
12.00
14.00
17.50
21.00
26.50

1
mm
70.000
80.000
90.000
100.000
110.000
110.000
110.000
140.000
160.000
180.000

(R onx

S

O

H

Application
recommendations
page 6

mm
25.000
30.000
35.000
39.000
49.000
53.000
54.000
62.000
73.000
85.000



KiSTOCK

6H

B +0,1

371/376|

Al-
A — T, i wse 2 (RY
Catalogue no. 53737 - M - N s H  Application
[ ] O O

recommendations

() o page 6

for through holes

with spiral point

chip evacuation in feed direction
for universal application

steel materials up to 1200 N/mm?
acid resist./stainless steels
non-ferrous metals

cast materials

d2
vV
d1

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm
M2 0.400 2.800 2.100 1.60 45.000 8.000 13.500
M2,5 0.450 2.800 2.100 2.05 50.000 9.000 14.500
M3 0.500 3.500 2.700 2.50 56.000 10.000 18.000
M4 0.700 4.500 3.400 3.30 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.20 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.00 80.000 16.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 17.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 20.000 39.000
M12 1.750 9.000 7.000 10.20 110.000 24.000 49.000
M14 2.000 11.000 9.000 12.00 110.000 26.000 53.000
M16 2.000 12.000 9.000 14.00 110.000 26.000 54.000
M18 2.500 14.000 11.000 15.50 125.000 30.000 62.000
M20 2.500 16.000 12.000 17.50 140.000 32.000 62.000
M24 3.000 18.000 14.500 21.00 160.000 36.000 73.000
M30 3.500 22.000 18.000 26.50 180.000 40.000 85.000
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KiSTOCK

371/376|

Al-
A — T, i e (R eox
Catalogue no. 53738 - M - N s H  Application
[ ] O O

recommendations

° o page 6

for through holes

with spiral point

chip evacuation in feed direction
for universal application

steel materials up to 1200 N/mm?
acid resist./stainless steels
non-ferrous metals

cast materials

d2
vV
d1

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm
M2 0.400 2.800 2.100 1.60 45.000 8.000 13.500
M2,5 0.450 2.800 2.100 2.05 50.000 9.000 14.500
M3 0.500 3.500 2.700 2.50 56.000 10.000 18.000
M4 0.700 4.500 3.400 3.30 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.20 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.00 80.000 16.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 17.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 20.000 39.000
M12 1.750 9.000 7.000 10.20 110.000 24.000 49.000
M14 2.000 11.000 9.000 12.00 110.000 26.000 53.000
M16 2.000 12.000 9.000 14.00 110.000 26.000 54.000
M18 2.500 14.000 11.000 15.50 125.000 30.000 62.000
M20 2.500 16.000 12.000 17.50 140.000 32.000 62.000
M24 3.000 18.000 14.500 21.00 160.000 36.000 73.000
M30 3.500 22.000 18.000 26.50 180.000 40.000 85.000
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KiSTOCK

s = ‘N_X‘ | B . A ‘®H6HX
Catalogue no. 53739 - M - N s H  Application
[ ] [ ] O O

recommendations
fe) page 6

for through holes

with spiral point

chip evacuation in feed direction
extra length

for universal application

steel materials up to 1200 N/mm?
acid resist./stainless steels
non-ferrous metals

cast materials

d2
vV
d1

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm
M3 0.500 3.500 2.700 2.50 90.000 10.000 18.000
M4 0.700 4.500 3.400 3.30 125.000 12.000 21.000
M5 0.800 6.000 4.900 4.20 140.000 14.000 25.000
M6 1.000 6.000 4.900 5.00 160.000 16.000 30.000
M8 1.250 8.000 6.200 6.80 180.000 17.000 35.000
M10 1.500 10.000 8.000 8.50 200.000 20.000 39.000
M12 1.750 9.000 7.000 10.20 220.000 24.000 158.000
M14 2.000 11.000 9.000 12.00 220.000 26.000 160.000
M16 2.000 12.000 9.000 14.00 220.000 26.000 160.000
M20 2.500 16.000 12.000 17.50 280.000 32.000 217.000

61



KiSTOCK

S TS x| C | HSSE mank (R onx

Catalogue no. 53746 - M - N s H  Application
recommendations
° ° e} e} o page 8

for blind holes

flutes with appr. 45° right-hand helix
chip evacuation in shank direction
for universal application

steel materials up to 1200 N/mm?
acid resist./stainless steels
non-ferrous metals

cast materials

SwW P

d2
d1

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm
M2 0.400 2.800 2.100 1.60 45.000 4.500 13.500
M2,5 0.450 2.800 2.100 2.05 50.000 5.000 14.500
M3 0.500 3.500 2.700 2.50 56.000 6.000 18.000
M3,5 0.600 4.000 3.000 2.90 56.000 7.000 20.000
M4 0.700 4.500 3.400 3.30 63.000 7.500 21.000
M4,5 0.750 6.000 4.900 3.70 70.000 8.500 25.000
M5 0.800 6.000 4.900 4.20 70.000 8.500 25.000
M6 1.000 6.000 4.900 5.00 80.000 11.000 30.000
M7 1.000 7.000 5.500 6.00 80.000 11.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 14.000 35.000
M9 1.250 9.000 7.000 7.80 90.000 14.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 16.000 39.000
M11 1.500 8.000 6.200 9.50 100.000 16.000 42.000
M12 1.750 9.000 7.000 10.20 110.000 18.500 49.000
M14 2.000 11.000 9.000 12.00 110.000 20.000 53.000
M16 2.000 12.000 9.000 14.00 110.000 20.000 54.000
M18 2.500 14.000 11.000 15.50 125.000 25.000 62.000
M20 2.500 16.000 12.000 17.50 140.000 25.000 62.000
M22 2.500 18.000 14.500 19.50 140.000 27.000 62.000
M24 3.000 18.000 14.500 21.00 160.000 30.000 73.000
m27 3.000 20.000 16.000 24.00 160.000 30.000 73.000
M30 3.500 22.000 18.000 26.50 180.000 35.000 85.000
M33 3.500 25.000 20.000 29.50 180.000 40.000 91.000
M36 4.000 28.000 22.000 32.00 200.000 40.000 102.000
M39 4.000 32.000 24.000 35.00 200.000 50.000 107.000
M42 4.500 32.000 24.000 37.50 200.000 45.000 112.000
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B —— S

Catalogue no. 53747

SW P
_ 1
© ©
2
Is
I4

di P d2

mm mm
M2 0.400 2.800
M2,5 0.450 2.800
M3 0.500 3.500
M4 0.700 4.500
M5 0.800 6.000
M6 1.000 6.000
M8 1.250 8.000
M10 1.500 10.000
M12 1.750 9.000
Mi4 2.000 11.000
M16 2.000 12.000
M18 2.500 14.000
M20 2.500 16.000
M24 3.000 18.000
M30 3.500 22.000

KiSTOCK

SW
mm
2.100
2.100
2.700
3.400
4.900
4.900
6.200
8.000
7.000
9.000
9.000
11.000
12.000
14.500
18.000

N-XLH

371/376) c . TIAIN-H

@‘GHX‘

dk
mm
1.60
2.05
2.50
3.30
4.20
5.00
6.80
8.50
10.20
12.00
14.00
15.50
17.50
21.00
26.50

w KW
® O O

for blind holes

flutes with appr. 45° right-hand helix
chip evacuation in shank direction
for universal application

steel materials up to 1200 N/mm?
acid resist./stainless steels
non-ferrous metals

cast materials

1
mm
45.000
50.000
56.000
63.000
70.000
80.000
90.000
100.000
110.000
110.000
110.000
125.000
140.000
160.000
180.000

S H Application
recommendations
o page 8
12 15
mm mm
4.500 13.500
5.000 14.500
6.000 18.000
7.500 21.000
8.500 25.000
11.000 30.000
14.000 35.000
16.000 39.000
18.500 49.000
20.000 53.000
20.000 54.000
25.000 62.000
25.000 62.000
30.000 73.000
35.000 85.000
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KiSTOCK

371/376|

= e x| © R ] (Y [omc
Catalogue no. 53748 - M - N s H  Application
[ O O

recommendations

° o page 8

for blind holes

flutes with appr. 45° right-hand helix
chip evacuation in shank direction
for universal application

steel materials up to 1200 N/mm?
acid resist./stainless steels
non-ferrous metals

cast materials

SW P

d2
d1

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm
M3 0.500 3.500 2.700 2.50 56.000 6.000 18.000
M4 0.700 4.500 3.400 3.30 63.000 7.500 21.000
M5 0.800 6.000 4.900 4.20 70.000 8.500 25.000
M6 1.000 6.000 4.900 5.00 80.000 11.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 14.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 16.000 39.000
M12 1.750 9.000 7.000 10.20 110.000 18.500 49.000
M14 2.000 11.000 9.000 12.00 110.000 20.000 53.000
M16 2.000 12.000 9.000 14.00 110.000 20.000 54.000
M20 2.500 16.000 12.000 17.50 140.000 25.000 62.000
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KiSTOCK

371/376|

e ‘N_X c . Q) ‘snx‘
Catalogue no. 53749 - M - N s H  Application
[ ] O O

recommendations

° o page 8

for blind holes

flutes with appr. 45° right-hand helix
chip evacuation in shank direction
with axial coolant duct

for universal application

SW * steel materials up to 1200 N/mm?

e acid resist./stainless steels
= ® non-ferrous metals

e cast materials
d1 P d2 SwW dk il 12 15

mm mm mm mm mm mm mm

M5 0.800 6.000 4.900 4.20 70.000 8.500 25.000
M6 1.000 6.000 4.900 5.00 80.000 11.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 14.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 16.000 39.000
M12 1.750 9.000 7.000 10.20 110.000 18.500 49.000
M14 2.000 11.000 9.000 12.00 110.000 20.000 53.000
M16 2.000 12.000 9.000 14.00 110.000 20.000 54.000
M20 2.500 16.000 12.000 17.50 140.000 25.000 62.000
M24 3.000 18.000 14.500 21.00 160.000 30.000 73.000
M30 3.500 22.000 18.000 26.50 180.000 35.000 85.000
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Catalogue no. 53760

SW P
= 3 5
2
Is
I4
di P d2
mm mm
M2 0.400 2.800
M2,5 0.450 2.800
M3 0.500 3.500
M4 0.700 4.500
M5 0.800 6.000
M6 1.000 6.000
M8 1.250 8.000
M10 1.500 10.000
M12 1.750 9.000
Mi4 2.000 11.000
M16 2.000 12.000
M18 2.500 14.000
M20 2.500 16.000
M24 3.000 18.000
M30 3.500 22.000

66

KiSTOCK

SW
mm
2.100
2.100
2.700
3.400
4.900
4.900
6.200
8.000
7.000
9.000
9.000
11.000
12.000
14.500
18.000

E

371/376|

‘ N-X

TiAIN-H

@‘GHX‘

for blind holes

non-ferrous metals
cast materials

dk
mm
1.60
2.05
2.50
3.30
4.20
5.00
6.80
8.50
10.20
12.00
14.00
15.50
17.50
21.00
26.50

TR m IKEON
[ ] O O

flutes with appr. 45° right-hand helix
chip evacuation in shank direction
short chamfer for thread depths close to bottom of the hole
for universal application

steel materials up to 1200 N/mm?
acid resist./stainless steels

1
mm
45.000
50.000
56.000
63.000
70.000
80.000
90.000
100.000
110.000
110.000
110.000
125.000
140.000
160.000
180.000

Application
recommendations
page 8

mm
13.500
14.500
18.000
21.000
25.000
30.000
35.000
39.000
49.000
53.000
54.000
62.000
62.000
73.000
85.000



Catalogue no. 53750

SW P

Ii

d1

2
Is
l4
d1 P d2
mm mm

M2 0.400 2.800
M2,5 0.450 2.800
M3 0.500 3.500
M4 0.700 4.500
M5 0.800 6.000
M6 1.000 6.000
M8 1.250 8.000
M10 1.500 10.000
M12 1.750 9.000
M14 2.000 11.000
M16 2.000 12.000
M18 2.500 14.000
M20 2.500 16.000
M24 3.000 18.000
M30 3.500 22.000

KiSTOCK

‘ N-X ‘ 371/376) c . TIAIN-H @ +60|:I1 ‘
- M - N S H Application )
recommendations
° ° o o o page 8

o for blind holes

o flutes with appr. 45° right-hand helix

e chip evacuation in shank direction

e for universal application

e steel materials up to 1200 N/mm?

® acid resist./stainless steels

® non-ferrous metals

® cast materials

SwW dk il 12 15

mm mm mm mm mm
2.100 1.60 45.000 4.500 13.500
2.100 2.05 50.000 5.000 14.500
2.700 2.50 56.000 6.000 18.000
3.400 3.30 63.000 7.500 21.000
4.900 4.20 70.000 8.500 25.000
4.900 5.00 80.000 11.000 30.000
6.200 6.80 90.000 14.000 35.000
8.000 8.50 100.000 16.000 39.000
7.000 10.20 110.000 18.500 49.000
9.000 12.00 110.000 20.000 53.000
9.000 14.00 110.000 20.000 54.000
11.000 15.50 125.000 25.000 62.000
12.000 17.50 140.000 25.000 62.000
14.500 21.00 160.000 30.000 73.000
18.000 26.50 180.000 35.000 85.000
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KiSTOCK

371/376|

="y x| © | S o] (Y oo
Catalogue no. 53751 - M - N s H  Application
[ ] O O

recommendations

° o page 8

for blind holes

flutes with appr. 45° right-hand helix
chip evacuation in shank direction
for universal application

steel materials up to 1200 N/mm?
acid resist./stainless steels
non-ferrous metals

cast materials

SW P

d2
d1

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm
M2 0.400 2.800 2.100 1.60 45.000 4.500 13.500
M2,5 0.450 2.800 2.100 2.05 50.000 5.000 14.500
M3 0.500 3.500 2.700 2.50 56.000 6.000 18.000
M4 0.700 4.500 3.400 3.30 63.000 7.500 21.000
M5 0.800 6.000 4.900 4.20 70.000 8.500 25.000
M6 1.000 6.000 4.900 5.00 80.000 11.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 14.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 16.000 39.000
M12 1.750 9.000 7.000 10.20 110.000 18.500 49.000
M14 2.000 11.000 9.000 12.00 110.000 20.000 53.000
M16 2.000 12.000 9.000 14.00 110.000 20.000 54.000
M18 2.500 14.000 11.000 15.50 125.000 25.000 62.000
M20 2.500 16.000 12.000 17.50 140.000 25.000 62.000
M24 3.000 18.000 14.500 21.00 160.000 30.000 73.000
M30 3.500 22.000 18.000 26.50 180.000 35.000 85.000
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KiSTOCK

e . ‘N_X‘ il c . R ‘eux‘
Catalogue no. 53752 - M - N s H  Application
[} [ ] O O

recommendations
fe) page 8

for blind holes

flutes with appr. 45° right-hand helix
chip evacuation in shank direction
extra length

for universal application

steel materials up to 1200 N/mm?
acid resist./stainless steels
non-ferrous metals

cast materials

SW P

d2
d1

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm
M3 0.500 3.500 2.700 2.50 90.000 6.000 18.000
M4 0.700 4.500 3.400 3.30 125.000 7.500 21.000
M5 0.800 6.000 4.900 4.20 140.000 8.500 25.000
M6 1.000 6.000 4.900 5.00 160.000 11.000 30.000
M8 1.250 8.000 6.200 6.80 180.000 14.000 35.000
M10 1.500 10.000 8.000 8.50 200.000 16.000 39.000
M12 1.750 9.000 7.000 10.20 220.000 18.500 158.000
M14 2.000 11.000 9.000 12.00 220.000 20.000 160.000
M16 2.000 12.000 9.000 14.00 220.000 20.000 160.000
M20 2.500 16.000 12.000 17.50 280.000 25.000 217.000
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KiSTOCK

steam
==y ] ] B SR e (R e
Catalogue no. 73033 - M - N s H  Application
[ ) @) O O

recommendations
page 10

o for through holes

¢ with spiral point

e chip evacuation in feed direction
e for universal application

¢ steel materials up to 1100 N/mm?

d2
vV
d1

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm
M3 0.500 3.500 2.700 2.50 56.000 10.000 18.000
M4 0.700 4.500 3.400 3.30 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.20 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.00 80.000 16.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 17.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 20.000 39.000

steam
e N e | B[S e | (RY oo
Catalogue no. 73038 - M - N s H  Application
recommendations
() o [e) [e) page 10

e for through holes

¢ with spiral point

¢ chip evacuation in feed direction

e for universal application

e steel materials up to 1100 N/mm?

swW i
S > 5
l2
Is
I1
d1 P d2 SwW dk il 12 15
mm mm mm mm mm mm mm

M12 1.750 9.000 7.000 10.20 110.000 24.000 49.000
M14 2.000 11.000 9.000 12.00 110.000 26.000 53.000
M16 2.000 12.000 9.000 14.00 110.000 26.000 54.000
M18 2.500 14.000 11.000 15.50 125.000 30.000 62.000
M20 2.500 16.000 12.000 17.50 140.000 32.000 62.000
M22 2.500 18.000 14.500 19.50 140.000 32.000 62.000
M24 3.000 18.000 14.500 21.00 160.000 36.000 73.000
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Catalogue no. 63033

SW
= S 5
2
Is
I4

d1 P d2

mm mm
M3 0.500 3.500
M4 0.700 4.500
M5 0.800 6.000
M6 1.000 6.000
M8 1.250 8.000
M10 1.500 10.000
M12 1.750 9.000
M16 2.000 12.000
M20 2.500 16.000

KiSTOCK

SW
mm
2.700
3.400
4.900
4.900
6.200
8.000
7.000
9.000
12.000

N ‘ 371/376| B . TiN ® |So2/eH
DR om KD N s
(] O O O

for through holes

with spiral point

chip evacuation in feed direction

for universal application

steel materials up to 1100 N/mm?

dk 1 12

mm mm mm
2.50 56.000 10.000
3.30 63.000 12.000
4.20 70.000 14.000
5.00 80.000 16.000
6.80 90.000 17.000
8.50 100.000 20.000
10.20 110.000 24.000
14.00 110.000 26.000
17.50 140.000 32.000

Application

recommendations

page 10

mm
18.000
21.000
25.000
30.000
35.000
39.000
49.000
54.000
62.000
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Catalogue no. 73046

SW P

Ii

d1

I
Is
l4
d1 P d2
mm mm
M3 0.500 3.500
M4 0.700 4.500
M5 0.800 6.000
M6 1.000 6.000
ms 1.250 8.000
M10 1.500 10.000
Catalogue no. 73048
SW P
_ 1
iel ©
L'_z,
Is
l4
d1 P d2
mm mm
M12 1.750 9.000
M14 2.000 11.000
M16 2.000 12.000
m18 2.500 14.000
M20 2.500 16.000
m22 2.500 18.000
M24 3.000 18.000
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KiSTOCK

‘ N ‘ ann| C . te?rtnfozr::ed ‘@ 502161
- M - N S H Application )
recommendations
° o o o page 10

o for blind holes

o flutes with appr. 40° right-hand helix

e chip evacuation in shank direction

e for universal application

¢ steel materials up to 1100 N/mm?
SW dk 1 12 15
mm mm mm mm mm
2.700 2.50 56.000 6.000 18.000
3.400 3.30 63.000 7.500 21.000
4.900 4.20 70.000 8.500 25.000
4.900 5.00 80.000 11.000 30.000
6.200 6.80 90.000 14.000 35.000
8.000 8.50 100.000 16.000 39.000

N ||376 | C . te?rtl;ZTed ® |s02/eH
- M - N S H Application )
recommendations
° o) o o page 10

e for blind holes

o flutes with appr. 40° right-hand helix

¢ chip evacuation in shank direction

e for universal application

e steel materials up to 1100 N/mm?
SwW dk 1 2 15
mm mm mm mm mm
7.000 10.20 110.000 18.500 49.000
9.000 12.00 110.000 20.000 53.000
9.000 14.00 110.000 20.000 54.000
11.000 15.50 125.000 25.000 62.000
12.000 17.50 140.000 25.000 62.000
14.500 19.50 140.000 27.000 62.000
14.500 21.00 160.000 30.000 73.000



KiSTOCK

1SO2/6H|

W ‘ N ‘ a1 || © . TiN @
Catalogue no. 63046 - M - N s H  Application
[ ) @) O O

recommendations
page 10

e for blind holes

o flutes with appr. 40° right-hand helix
e chip evacuation in shank direction

e for universal application

p ¢ steel materials up to 1100 N/mm?
SW

d2
d1

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm
M3 0.500 3.500 2.700 2.50 56.000 6.000 18.000
M4 0.700 4.500 3.400 3.30 63.000 7.500 21.000
M5 0.800 6.000 4.900 4.20 70.000 8.500 25.000
M6 1.000 6.000 4.900 5.00 80.000 11.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 14.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 16.000 39.000

i TN SN 6HX

Catalogue no. 63048 M - N s H  Application
recommendations
¢)

o fe) page 10

e for blind holes

o flutes with appr. 40° right-hand helix
¢ chip evacuation in shank direction

e for universal application

e steel materials up to 1100 N/mm?

SwW P
_ 1
© o
L'_z,
Is
l4
di P d2 swW dk 11 12 5
mm mm mm mm mm mm mm

M12 1.750 9.000 7.000 10.20 110.000 18.500 49.000
M16 2.000 12.000 9.000 14.00 110.000 20.000 54.000
M20 2.500 16.000 12.000 17.50 140.000 25.000 62.000
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1ISO2/6H

B AN\ ||| E | s e (R
Catalogue no. 73047 - M - N s H  Application
(] O O O

recommendations
page 10

for blind holes

flutes with appr. 40° right-hand helix

chip evacuation in shank direction

for universal application

short chamfer for thread depths close to bottom of the hole
steel materials up to 1100 N/mm?

SW P

d2
d1

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm
M4 0.700 4.500 3.400 3.30 63.000 7.500 21.000
M5 0.800 6.000 4.900 4.20 70.000 8.500 25.000
M6 1.000 6.000 4.900 5.00 80.000 11.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 14.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 16.000 39.000
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KiSTOCK

Catalogue no. 53053 - M - N s H  Application
recommendations
° ° ° ° o page 11
o for through holes
¢ with spiral point
e chip evacuation in feed direction
e for universal application
e steel materials up to 1200 N/mm?
SW P
= S > 5
I
Is
I1
d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm
M2,2 0.450 2.800 2.100 1.75 45.000 9.000 14.500
M2 0.400 2.800 2.100 1.60 45.000 8.000 13.500
M2,5 0.450 2.800 2.100 2.05 50.000 9.000 14.500
M3 0.500 3.500 2.700 2.50 56.000 10.000 18.000
M4 0.700 4.500 3.400 3.30 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.20 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.00 80.000 16.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 17.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 20.000 39.000
ﬂ:—ﬁ ool | 376 || B . TiCN @ Is02/6H
Catalogue no. 53054 - M - N S H Application
recommendations
° ° ° ° o page 11
o for through holes
¢ with spiral point
e chip evacuation in feed direction
e for universal application
o steel materials up to 1200 N/mm?
swW TP
- 1
e} o°
l2
Is
l4
d1 B d2 SW dk il 12 15
mm mm mm mm mm mm mm
M12 1.750 9.000 7.000 10.20 110.000 24.000 49.000
M14 2.000 11.000 9.000 12.00 110.000 26.000 53.000
M16 2.000 12.000 9.000 14.00 110.000 26.000 54.000
M18 2.500 14.000 11.000 15.50 125.000 30.000 62.000
M20 2.500 16.000 12.000 17.50 140.000 32.000 62.000

75



KiSTOCK

Synchro

a7 C . TiCN @ 6HX

Catalogue no. 53050 - M - N s H  Application
recommendations
° ° ° ° o page 11

for blind holes

flutes with appr. 50° right-hand helix

shorter thread length, only suitable for synchro tapping
chip evacuation in shank direction

for universal application

SW e steel materials up to 1200 N/mm?
d1 P d2 SW dk bl 12 15
mm mm mm mm mm mm mm
M5 0.800 6.000 4.900 4.20 70.000 4.000 25.000
M6 1.000 6.000 4.900 5.00 80.000 5.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 6.300 35.000
M10 1.500 10.000 8.000 8.50 100.000 7.500 39.000

QY S—\" % " \ ') e | 398 | © . | (R ox

Catalogue no. 53051 - M - N s H  Application
recommendations
° ° ° ° o page 11

for blind holes

flutes with appr. 50° right-hand helix

shorter thread length, only suitable for synchro tapping
chip evacuation in shank direction

for universal application

SwW P e steel materials up to 1200 N/mm?

el el S\~ -é_

N

© L'_Z-

Is
l4
di P d2 SW dk bl 12 15
mm mm mm mm mm mm mm

M12 1.750 9.000 7.000 10.20 110.000 8.800 49.000
M14 2.000 11.000 9.000 12.00 110.000 10.000 53.000
M16 2.000 12.000 9.000 14.00 110.000 10.000 54.000
M20 2.500 16.000 12.000 17.50 140.000 12.500 62.000
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KiSTOCK

W ‘ H ‘ ars || C . TiCN ® 6HX
Catalogue no. 53646 - M - N s H  Application
[ ) [ ) O

recommendations
page 11

o for large threads

e for through and blind holes

* steel materials of up to 1200 N/mm?
e for cast materials

e for Al-alloys with Si content > 7%

SW P * with axial coolant duct
DDz === === .c';
[N
° I
Is
I1
d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm
M16 2.000 12.000 9.000 14.00 110.000 26.000 54.000
M20 2.500 16.000 12.000 17.50 140.000 32.000 62.000
M24 3.000 18.000 14.500 21.00 160.000 36.000 73.000
Mm27 3.000 20.000 16.000 24.00 160.000 36.000 73.000
M30 3.500 22.000 18.000 26.50 180.000 40.000 85.000
M33 3.500 25.000 20.000 29.50 180.000 40.000 91.000
M36 4.000 28.000 22.000 32.00 200.000 50.000 102.000
M39 4.000 32.000 24.000 35.00 200.000 50.000 107.000

e H | e | © |pSE mon] [(RY enx

3
Catalogue no. 53647 - M - N S H  Application
recommendations
° ° o page 11

for large threads

for through and blind holes

steel materials of up to 1200 N/mm?
for cast materials

for Al-alloys with Si content > 7%

SW P * with axial coolant duct
. e for large thread depths
===cF===---F 5|
ol Iy
Is
1
d1 P d2 SwW dk 1 12 15
mm mm mm mm mm mm mm
M16 2.000 12.000 9.000 14.00 160.000 26.000 54.000
M20 2.500 16.000 12.000 17.50 180.000 32.000 62.000
M24 3.000 18.000 14.500 21.00 200.000 36.000 73.000
M27 3.000 20.000 16.000 24.00 225.000 36.000 73.000
M30 3.500 22.000 18.000 26.50 250.000 40.000 85.000
M33 3.500 25.000 20.000 29.50 275.000 40.000 91.000
M36 4.000 28.000 22.000 32.00 300.000 50.000 102.000
M39 4.000 32.000 24.000 35.00 325.000 50.000 107.000

7
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“ ‘ VA ‘ 371 B . te?:'%aer:;d ‘@ 1S02/6H
Catalogue no. 73176 - M - N s H  Application
[

recommendations
fe) page 12

o for through holes

¢ with spiral point

e chip evacuation in feed direction
e acid resist./stainless steels

e tough, long-chipping materials

d2
vV
d1

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm

M3 0.500 3.500 2.700 2.50 56.000 10.000 18.000
M4 0.700 4.500 3.400 3.30 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.20 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.00 80.000 16.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 17.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 20.000 39.000

steam
Catalogue no. 73177 - M - N s H  Application
recommendations
° o page 12
e for through holes
¢ with spiral point
¢ chip evacuation in feed direction
e acid resist./stainless steels
* tough, long-chipping materials
swW P
S > 5
I2
Is
I1
d1 P d2 SwW dk il 12 15
mm mm mm mm mm mm mm
M12 1.750 9.000 7.000 10.20 110.000 24.000 49.000
M14 2.000 11.000 9.000 12.00 110.000 26.000 53.000
M16 2.000 12.000 9.000 14.00 110.000 26.000 54.000
M20 2.500 16.000 12.000 17.50 140.000 32.000 62.000
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KiSTOCK

1SO2/6H|

Catalogue no. 63176 - M - N s H  Application
[

w8

recommendations
fe) page 12

for through holes

with spiral point

chip evacuation in feed direction
acid resist./stainless steels
tough, long-chipping materials

SW P

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm

M3 0.500 3.500 2.700 2.50 56.000 10.000 18.000
M4 0.700 4.500 3.400 3.30 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.20 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.00 80.000 16.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 17.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 20.000 39.000

T v | o | B HssE| | [(RY fonx

Catalogue no. 63177 - M - N s H  Application
recommendations
° o o page 12

e for through holes

¢ with spiral point

¢ chip evacuation in feed direction
e acid resist./stainless steels

* tough, long-chipping materials

do)
N
d1

d1 P d2 SW dk 11 12 15
mm mm mm mm mm mm mm

M12 1.750 9.000 7.000 10.20 110.000 24.000 49.000

M16 2.000 12.000 9.000 14.00 110.000 26.000 54.000
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KiSTOCK

1SO2/6H

% =

w8

. bright ‘@
Catalogue no. 73641 - M - N s H  Application
[

recommendations
fe) page 12

o for through holes

¢ with spiral point

e chip evacuation in feed direction
e acid resist./stainless steels

e tough, long-chipping materials

d2
vV
d1

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm

M3 0.500 3.500 2.700 2.50 56.000 10.000 18.000
M4 0.700 4.500 3.400 3.30 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.20 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.00 80.000 16.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 17.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 20.000 39.000

VA |36 B . bright @ IS02/6H
Catalogue no. 73643 - M - N s H  Application
recommendations
° o o page 12
e for through holes
¢ with spiral point
¢ chip evacuation in feed direction
e acid resist./stainless steels
* tough, long-chipping materials
swW P
S > 5
I
Is
I1
d1 P d2 SwW dk il 12 15
mm mm mm mm mm mm mm
M12 1.750 9.000 7.000 10.20 110.000 24.000 49.000
M14 2.000 11.000 9.000 12.00 110.000 26.000 53.000
M16 2.000 12.000 9.000 14.00 110.000 26.000 54.000
M18 2.500 14.000 11.000 15.50 125.000 30.000 62.000
M20 2.500 16.000 12.000 17.50 140.000 32.000 62.000
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KiSTOCK

1SO2/6H|

e T vl B R e (B
Catalogue no. 53641 - M - N s H  Application
[ ]

recommendations
fe) page 12

o for through holes

¢ with spiral point

e chip evacuation in feed direction
e acid resist./stainless steels

e tough, long-chipping materials

d2
vV
d1

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm

M3 0.500 3.500 2.700 2.50 56.000 10.000 18.000
M4 0.700 4.500 3.400 3.30 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.20 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.00 80.000 16.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 17.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 20.000 39.000

e iy vl B . rin| (R lsozon
Catalogue no. 53643 - M - N s H  Application
recommendations
° o) page 12
e for through holes
¢ with spiral point
¢ chip evacuation in feed direction
e acid resist./stainless steels
* tough, long-chipping materials
swW i
S > 5
I
Is
I1
d1 P d2 SwW dk il 12 15
mm mm mm mm mm mm mm
M12 1.750 9.000 7.000 10.20 110.000 24.000 49.000
M14 2.000 11.000 9.000 12.00 110.000 26.000 53.000
M16 2.000 12.000 9.000 14.00 110.000 26.000 54.000
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== ST\ ip || o || © |pesE e || faoue
Catalogue no. 73660 - M - N s H  Application
[

recommendations
fe) page 13

o for blind holes

o flutes with appr. 40° right-hand helix
e chip evacuation in shank direction

e acid resist./stainless steels

p e tough, long-chipping materials

SW

d2
d1

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm

M3 0.500 3.500 2.700 2.50 56.000 6.000 18.000
M4 0.700 4.500 3.400 3.30 63.000 7.500 21.000
M5 0.800 6.000 4.900 4.20 70.000 8.500 25.000
M6 1.000 6.000 4.900 5.00 80.000 11.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 14.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 16.000 39.000

steam
Catalogue no. 73659 - M - N s H  Application
recommendations
° fe) page 13
e for blind holes
o flutes with appr. 40° right-hand helix
¢ chip evacuation in shank direction
e acid resist./stainless steels
* tough, long-chipping materials
SW P
_ —
ko] o°
L'_z,
Is
l4
d1 P d2 SwW dk il 12 15
mm mm mm mm mm mm mm

M12 1.750 9.000 7.000 10.20 110.000 18.500 49.000

M14 2.000 11.000 9.000 12.00 110.000 20.000 53.000

M16 2.000 12.000 9.000 14.00 110.000 20.000 54.000

M20 2.500 16.000 12.000 17.50 140.000 25.000 62.000
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1SO2/6H

e ———— RN Y o | o || © | B e (R
Catalogue no. 73662 - M - N s H  Application
[ ] O

recommendations
o page 13

o for blind holes

o flutes with appr. 40° right-hand helix
e chip evacuation in shank direction

e acid resist./stainless steels

p e tough, long-chipping materials

SW

d2
d1

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm
M3 0.500 3.500 2.700 2.50 56.000 6.000 18.000
M3,5 0.600 4.000 3.000 2.90 56.000 7.000 20.000
M4 0.700 4.500 3.400 3.30 63.000 7.500 21.000
M5 0.800 6.000 4.900 4.20 70.000 8.500 25.000
M6 1.000 6.000 4.900 5.00 80.000 11.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 14.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 16.000 39.000

i—— SN SRR QRS
Catalogue no. 73665 - M - N S H  Application
recommendations
° [e) [e) page 13
o for blind holes
o flutes with appr. 40° right-hand helix
¢ chip evacuation in shank direction
e acid resist./stainless steels
* tough, long-chipping materials
SW P
_ —t
kel °
L'_z,
Is
4
d1 P d2 SwW dk il 12 15
mm mm mm mm mm mm mm
M12 1.750 9.000 7.000 10.20 110.000 18.500 49.000
M14 2.000 11.000 9.000 12.00 110.000 20.000 53.000
M16 2.000 12.000 9.000 14.00 110.000 20.000 54.000
M18 2.500 14.000 11.000 15.50 125.000 25.000 62.000
M20 2.500 16.000 12.000 17.50 140.000 25.000 62.000
M22 2.500 18.000 14.500 19.50 140.000 27.000 62.000
M24 3.000 18.000 14.500 21.00 160.000 30.000 73.000
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w ‘ HD ‘ 371 C . TiCN ®
Catalogue no. 53662 - M - N s H  Application
[ O

recommendations
o page 13

o for blind holes

o flutes with appr. 40° right-hand helix
e chip evacuation in shank direction

e acid resist./stainless steels

e tough, long-chipping materials

SW
_ 1
o °©
2
- s
I1
d1 P d2 SW dk bl 12 15
mm mm mm mm mm mm mm
M3 0.500 3.500 2.700 2.50 56.000 6.000 18.000
M4 0.700 4.500 3.400 3.30 63.000 7.500 21.000
M5 0.800 6.000 4.900 4.20 70.000 8.500 25.000
M6 1.000 6.000 4.900 5.00 80.000 11.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 14.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 16.000 39.000

T NI wo | ora | © [ on (R s
Catalogue no. 53665 - M - N s H  Application
recommendations
° o page 13
o for blind holes
o flutes with appr. 40° right-hand helix
¢ chip evacuation in shank direction
® acid resist./stainless steels
* tough, long-chipping materials
SW P
_ —
kel kel
L'_z,
Is
l4
d1 P d2 SwW dk 1 12 15
mm mm mm mm mm mm mm

M12 1.750 9.000 7.000 10.20 110.000 18.500 49.000

M14 2.000 11.000 9.000 12.00 110.000 20.000 53.000

M16 2.000 12.000 9.000 14.00 110.000 20.000 54.000
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e

Catalogue no. 63662

Sw P
_ 1
= = J
2
Is
l4
d1 P d2
mm mm
M3 0.500 3.500
M4 0.700 4.500
M5 0.800 6.000
M6 1.000 6.000
ms 1.250 8.000
M10 1.500 10.000
Catalogue no. 63665
sw P
_ 1
iel ©
L'_z,
Is
l4
d1 P d2
mm mm
M12 1.750 9.000
M16 2.000 12.000

KiSTOCK

SW
mm
2.700
3.400
4.900
4.900
6.200
8.000

SW
mm

7.000

9.000

o i o B @
P M[K N s
) e} e}
o for blind holes
o flutes with appr. 40° right-hand helix
e chip evacuation in shank direction
e acid resist./stainless steels
e tough, long-chipping materials
dk il 12
mm mm mm
2.50 56.000 6.000
3.30 63.000 7.500
4.20 70.000 8.500
5.00 80.000 11.000
6.80 90.000 14.000
8.50 100.000 16.000
HD || 376 | © . TiN ® mi
P M[K N s
° ]
e for blind holes
o flutes with appr. 40° right-hand helix
¢ chip evacuation in shank direction
e acid resist./stainless steels
* tough, long-chipping materials
dk il 12
mm mm mm
10.20 110.000 18.500
14.00 110.000 20.000

Application
recommendations
page 13

mm
18.000
21.000
25.000
30.000
35.000
39.000

Application
recommendations
page 13

mm
49.000
54.000
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Catalogue no. 53667 - M - N s H  Application
[ ]

recommendations
° page 14

o for through holes

¢ with spiral point

e chip evacuation in feed direction

¢ special alloys

e Titanium and Titanium alloys

¢ tough materials up to 1400 N/mm?

do
vV
d1

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm
M3 0.500 3.500 2.700 2.50 56.000 10.000 18.000
M4 0.700 4.500 3.400 3.30 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.20 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.00 80.000 16.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 17.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 20.000 39.000
M12 1.750 9.000 7.000 10.20 110.000 24.000 49.000
M16 2.000 12.000 9.000 14.00 110.000 26.000 54.000
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Catalogue no. 53666 - M - N s H  Application
[ ]

recommendations
° page 14

o for blind holes

o flutes with appr. 15° right-hand helix
e chip evacuation in shank direction

¢ special alloys

e Titanium and Titanium alloys

SwW P ¢ tough materials up to 1400 N/mm?

do
d1

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm
M3 0.500 3.500 2.700 2.50 56.000 10.000 18.000
M4 0.700 4.500 3.400 3.30 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.20 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.00 80.000 16.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 17.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 20.000 39.000
M12 1.750 9.000 7.000 10.20 110.000 24.000 49.000
M16 2.000 12.000 9.000 14.00 110.000 26.000 54.000
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371/376|

\W . TIAIN ‘@HSHX
Catalogue no. 53669 - M - N s H  Application
O

I
x

recommendations
° ° page 14

for through holes

with spiral point

chip evacuation in feed direction
special alloys, hardened steels

nickel and nickel based alloys
Ampco > 21, chilled cast iron, Inconel

do
vV
d1

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm
M3 0.500 3.500 2.700 2.50 56.000 10.000 18.000
M4 0.700 4.500 3.400 3.30 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.20 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.00 80.000 16.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 17.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 20.000 39.000
M12 1.750 9.000 7.000 10.20 110.000 24.000 49.000
M16 2.000 12.000 9.000 14.00 110.000 26.000 54.000
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Catalogue no. 53668

SwW P
_ 1
E:{ o ©
I
Is
l4
d1 P d2
mm mm
M3 0.500 3.500
M4 0.700 4.500
M5 0.800 6.000
M6 1.000 6.000
M8 1.250 8.000
M10 1.500 10.000
M12 1.750 9.000
M16 2.000 12.000

KiSTOCK

SW
mm
2.700
3.400
4.900
4.900
6.200
8.000
7.000
9.000

for blind holes
flutes with appr. 10° right-hand helix

I
x

371/376|

C

TiAIN

KON
O

chip evacuation in shank direction
special alloys, hardened steels
nickel and nickel based alloys
Ampco > 21, chilled cast iron, Inconel

dk

mm
2.50
3.30
4.20
5.00
6.80
8.50
10.20
14.00

1
mm
56.000
63.000
70.000
80.000
90.000
100.000
110.000
110.000

(R onx

S H Application
recommendations
° ° page 14
12 15
mm mm
10.000 18.000
12.000 21.000
14.000 25.000
16.000 30.000
17.000 35.000
20.000 39.000
24.000 49.000
26.000 54.000

89



KiSTOCK

1SO2/6H

i =———r e B B
Catalogue no. 73642 - M - N s H  Application
[ ] O

recommendations
page 15

o for through holes

¢ with spiral point

e chip evacuation in feed direction
¢ high tensile steels

d2
vV
d1

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm

M2 0.400 2.800 2.100 1.60 45.000 8.000 13.500
M3 0.500 3.500 2.700 2.50 56.000 10.000 18.000
M4 0.700 4.500 3.400 3.30 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.20 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.00 80.000 16.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 17.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 20.000 39.000

ni-
R e W ra|| B pSE L (R oo
Catalogue no. 73645 - M - N S H Application
recommendations
° o page 15
o for through holes
¢ with spiral point
e chip evacuation in feed direction
¢ high tensile steels
SW E—]r
- 1
e} o°
I2
Is
l4
d1 B d2 SW dk il 12 15
mm mm mm mm mm mm mm
M12 1.750 9.000 7.000 10.20 110.000 24.000 49.000
M16 2.000 12.000 9.000 14.00 110.000 26.000 54.000
M20 2.500 16.000 12.000 17.50 140.000 32.000 62.000

90



KiSTOCK

1SO2/6H|

371/376|

I

=== B ®
Catalogue no. 53642 - M - N s H  Application
[ ] O

recommendations
page 15

o for through holes

¢ with spiral point

e chip evacuation in feed direction
¢ high tensile steels

SwW P
= S > 5
I
Is
l4
d1 P d2 SW dk bl 12 15
mm mm mm mm mm mm mm
M2 0.400 2.800 2.100 1.60 45.000 8.000 13.500
M3 0.500 3.500 2.700 2.50 56.000 10.000 18.000
M4 0.700 4.500 3.400 3.30 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.20 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.00 80.000 16.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 17.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 20.000 39.000
M12 1.750 9.000 7.000 10.20 110.000 24.000 49.000
M1i4 2.000 11.000 9.000 12.00 110.000 26.000 53.000
M16 2.000 12.000 9.000 14.00 110.000 26.000 54.000
M18 2.500 14.000 11.000 15.50 125.000 30.000 62.000
M20 2.500 16.000 12.000 17.50 140.000 32.000 62.000
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Catalogue no. 53640

SW
= S 5
2
Is
I4

d1 P d2

mm mm
M3 0.500 3.500
M4 0.700 4.500
M5 0.800 6.000
M6 1.000 6.000
M8 1.250 8.000
M10 1.500 10.000
M12 1.750 9.000
M14 2.000 11.000
M16 2.000 12.000

92

SW
mm
2.700
3.400
4.900
4.900
6.200
8.000
7.000
9.000
9.000

KiSTOCK

H ‘ 371/376) B . TiCN ® 1502/6H
DR om KD N s
([ ] O

for through holes

with spiral point

chip evacuation in feed direction

high tensile steels
dk 1 12
mm mm mm
2.50 56.000 10.000
3.30 63.000 12.000
4.20 70.000 14.000
5.00 80.000 16.000
6.80 90.000 17.000
8.50 100.000 20.000
10.20 110.000 24.000
12.00 110.000 26.000
14.00 110.000 26.000

Application
recommendations
page 15

mm
18.000
21.000
25.000
30.000
35.000
39.000
49.000
53.000
54.000



Catalogue no. 73640

SW
= S 5|
el o
2
Is
I4

d1 P d2

mm mm
M3 0.500 3.500
M4 0.700 4.500
M5 0.800 6.000
M6 1.000 6.000
M8 1.250 8.000
M10 1.500 10.000

KiSTOCK

SW
mm
2.700
3.400
4.900
4.900
6.200
8.000

‘H‘371B

bright

for through holes
with spiral point

high tensile steels

dk
mm
2.50
3.30
4.20
5.00
6.80
8.50

KON
O

chip evacuation in feed direction

1
mm
56.000
63.000
70.000
80.000
90.000
100.000

1SO2/6H

Q

S

H

Application

recommendations

page 15

mm
18.000
21.000
25.000
30.000
35.000
39.000
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KiSTOCK

1SO2/6H

T RN NTWY e o B ®
Catalogue no. 73661 - M - N s H  Application
[ ] O

recommendations
page 16

o for blind holes

o flutes with appr. 40° right-hand helix
e chip evacuation in shank direction

¢ high tensile steels

SW P

d2
d1

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm

M3 0.500 3.500 2.700 2.50 56.000 6.000 18.000
M4 0.700 4.500 3.400 3.30 63.000 7.500 21.000
M5 0.800 6.000 4.900 4.20 70.000 8.500 25.000
M6 1.000 6.000 4.900 5.00 80.000 11.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 14.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 16.000 39.000

* ni-
e T W e | C | (R oo
Catalogue no. 73664 - M - N s H  Application
recommendations
° o page 16
e for blind holes
o flutes with appr. 40° right-hand helix
¢ chip evacuation in shank direction
* high tensile steels
SW P
_ —
ko] o°
L'_z,
Is
l4
d1 P d2 SwW dk il 12 15
mm mm mm mm mm mm mm

M12 1.750 9.000 7.000 10.20 110.000 18.500 49.000

M14 2.000 11.000 9.000 12.00 110.000 20.000 53.000

M16 2.000 12.000 9.000 14.00 110.000 20.000 54.000

M20 2.500 16.000 12.000 17.50 140.000 25.000 62.000
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NN

Catalogue no. 53661

SW P
= 3 5
2
Is
l4

di P d2

mm mm
M2 0.400 2.800
M3 0.500 3.500
M4 0.700 4.500
M5 0.800 6.000
M6 1.000 6.000
M8 1.250 8.000
M10 1.500 10.000
M12 1.750 9.000
M14 2.000 11.000
M16 2.000 12.000
M18 2.500 14.000
M20 2.500 16.000

KiSTOCK

SW
mm
2.100
2.700
3.400
4.900
4.900
6.200
8.000
7.000
9.000
9.000
11.000
12.000

H ‘ 371/376 c . TiCN ® 1S02/6H
P M[K N s
([ ] O

for blind holes

flutes with appr. 40° right-hand helix

chip evacuation in shank direction

high tensile steels

dk 1 12

mm mm mm
1.60 45.000 4.500
2.50 56.000 6.000
3.30 63.000 7.500
4.20 70.000 8.500
5.00 80.000 11.000
6.80 90.000 14.000
8.50 100.000 16.000
10.20 110.000 18.500
12.00 110.000 20.000
14.00 110.000 20.000
15.50 125.000 25.000
17.50 140.000 25.000

Application

recommendations

page 16

mm
13.500
18.000
21.000
25.000
30.000
35.000
39.000
49.000
53.000
54.000
62.000
62.000
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KiSTOCK

1SO2/6H
371/376|

[ E— N \ H c . TIAIN \®
Catalogue no. 53664 - M - N s H  Application
O

recommendations
<1200

page 16
o for blind holes
o flutes with appr. 15° right-hand helix
e chip evacuation in shank direction
¢ high tensile steels

SW P

do
d1

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm

M4 0.700 4.500 3.400 3.30 63.000 7.500 21.000
M5 0.800 6.000 4.900 4.20 70.000 8.500 25.000
M6 1.000 6.000 4.900 5.00 80.000 11.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 14.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 16.000 39.000
M12 1.750 9.000 7.000 10.20 110.000 18.500 49.000
M16 2.000 12.000 9.000 14.00 110.000 20.000 54.000
M20 2.500 16.000 12.000 17.50 140.000 25.000 62.000
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KiSTOCK

D

371/376|

I

Y E——— B ion (R anx
Catalogue no. 53676 - M - N s H  Application

recommendations

o page 20
¢ for through and blind holes
¢ for thread depths up to 1.5xD
e for materials between 45 - 55 HRC
SW P
= S > 5
I
Is
l4
d1 P d2 SwW dk il 12 15
mm mm mm mm mm mm mm
M3 0.500 3.500 2.700 2.60 56.000 10.000 18.000
M4 0.700 4.500 3.400 3.40 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.30 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.10 80.000 16.000 30.000
M8 1.250 8.000 6.200 6.90 90.000 17.000 35.000
M10 1.500 10.000 8.000 8.60 100.000 20.000 39.000
M12 1.750 12.000 9.000 10.40 110.000 24.000 49.000
M14 2.000 14.000 11.000 12.10 110.000 26.000 53.000
M16 2.000 16.000 12.000 14.10 110.000 26.000 54.000
i 1SO2/6H
_ o[ o | B rex] R
Catalogue no. 63010 - M - N S H Application
recommendations
° page 20
e for through and blind holes
o for thread depths up to 1xD
¢ hardened steels 54 to 62 HRC
SW Ew+
o~ ‘ —|
kel W o
I2
Is
1
d1 P d2 SW dk bl 12
mm mm mm mm mm mm
M3 0.500 3.500 2.700 2.60 56.000 12.000
M4 0.700 4.500 3.400 3.40 63.000 14.000
M5 0.800 6.000 4.900 4.30 70.000 17.000
M6 1.000 6.000 4.900 5.10 80.000 20.000
M8 1.250 8.000 6.200 6.90 90.000 20.000
M10 1.500 10.000 8.000 8.60 100.000 24.000
M12 1.750 12.000 9.000 10.40 110.000 28.000
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KiSTOCK

O s— wox| || ¢ | B [mon] |(RY onx
Catalogue no. 53670 - M - N s H  Application
[} [ ) O

recommendations
° o page 19

¢ for through and blind holes

e with internal coolant duct = M5

e central coolant exit

¢ high-tensile steel up to 1600 N/mm?

¢ hard and short chipping materials such as cast iron, bronze, AlSi alloys with
high silicon content

—---F----J-E 5
— |
o I2
Is
l4
d1 P d2 SwW dk il 12 15
mm mm mm mm mm mm mm
M5 0.800 6.000 4.900 4.20 70.000 14.000 25.000
Mé6 1.000 6.000 4.900 5.00 80.000 16.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 17.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 20.000 39.000
i — . H lz7q | C . bright @ 6HX
Catalogue no. 73011 - M - N s H  Application
recommendations
Y page 19
e for through and blind holes
¢ with internal coolant duct = M5
e central coolant exit
e short-chipping aluminium and aluminium alloys, short-chipping, brittle
non-ferrous metals
S P
::::::::::*::A .c')_
— |
o I2
Is
I1
di P d2 SwW dk 1 2 15
mm mm mm mm mm mm mm
M3 0.500 3.500 2.700 2.50 56.000 8.000 18.000
M4 0.700 4.500 3.400 3.30 63.000 10.000 21.000
M5 0.800 6.000 4.900 4.20 70.000 10.000 25.000
M6 1.000 6.000 4.900 5.00 80.000 12.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 16.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 18.000 39.000
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KiSTOCK

e Ty N
Catalogue no. 73126 - M - N s H  Application
recommendations
° fe) page 17
o for through holes
o for thread depths up to 1xD
e especially for sheet metal, plates and bushings
SW P
= S > 5
I
Is
l4
d1 P d2 SwW dk 1 12 15
mm mm mm mm mm mm mm
M2,3 0.400 2.800 2.100 1.90 45.000 9.000 14.500
M2,5 0.450 2.800 2.100 2.05 50.000 9.000 14.500
M2,6 0.450 2.800 2.100 2.15 50.000 9.000 14.500
M3 0.500 3.500 2.700 2.50 56.000 10.000 18.000
M3,5 0.600 4.000 3.000 2.90 56.000 12.000 20.000
M4 0.700 4.500 3.400 3.30 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.20 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.00 80.000 16.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 17.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 20.000 39.000
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it

Catalogue no. 73185

SW
= S 5
I
Is
l4
d1 P d2
mm mm

M1 0.250 2.500
M1,2 0.250 2.500
M1,4 0.300 2.500
M1,6 0.350 2.500
M2,3 0.400 2.800
M2 0.400 2.800
M2,5 0.450 2.800
M2,6 0.450 2.800
M3 0.500 3.500
M3,5 0.600 4.000
M4 0.700 4.500
M5 0.800 6.000
M6 1.000 6.000
M8 1.250 8.000
M10 1.500 10.000

100

KiSTOCK

SW
mm
2.100
2.100
2.100
2.100
2.100
2.100
2.100
2.100
2.700
3.000
3.400
4.900
4.900
6.200
8.000

‘ N ‘ 1xD 371

bright ‘@

1ISO2/6H

</l
N
O

¢ for through and blind holes
o for thread depths up to 1xD

e steel to 800 N/mm?

dk
mm
0.75
0.95
1.10
1.25
1.90
1.60
2.05
2.15
2.50
2.90
3.30
4.20
5.00
6.80
8.50

1
mm
40.000
40.000
40.000
40.000
45.000
45.000
50.000
50.000
56.000
56.000
63.000
70.000
80.000
90.000
100.000

S

H Application
recommendations
page 17

mm
4.000
4.800
5.600
6.400
14.500
13.500
14.500
14.500
18.000
20.000
21.000
25.000
30.000
35.000
39.000



Catalogue no. 73133

SW
= S 5
2
Is
I4

d1 P d2

mm mm
M2 0.400 2.800
M2,5 0.450 2.800
M3 0.500 3.500
M3,5 0.600 4.000
M4 0.700 4.500
M5 0.800 6.000
M6 1.000 6.000
M7 1.000 7.000
M8 1.250 8.000
M10 1.500 10.000

KiSTOCK

SW
mm
2.100
2.100
2.700
3.000
3.400
4.900
4.900
5.500
6.200
8.000

N‘371 B

bright

for through holes
with spiral point

KON
O

chip evacuation in feed direction

general application
steel to 800 N/mm?

dk
mm
1.60
2.05
2.50
2.90
3.30
4.20
5.00
6.00
6.80
8.50

1
mm
45.000
50.000
56.000
56.000
63.000
70.000
80.000
80.000
90.000
100.000

Q

S

1SO2/6H

H

Application

recommendations

page 17

mm
13.500
14.500
18.000
20.000
21.000
25.000
30.000
30.000
35.000
39.000
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KiSTOCK

bright 1SO2/6H

C— it N || B hesE e (R
Catalogue no. 73138 - M - N s H  Application
[ ) O

recommendations
page 17

o for through holes

¢ with spiral point

e chip evacuation in feed direction
e general application

o steel to 800 N/mm?

sw P
- -
o) |
l2
Is
l4
d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm

M2 0.400 1.400 1.250 1.60 45.000 8.000 13.500
M2,5 0.450 1.800 1.400 2.05 50.000 9.000 14.500
M3 0.500 2.200 1.800 2.50 56.000 10.000 18.000
M3,5 0.600 2.500 2.100 2.90 56.000 12.000 20.000
M4 0.700 2.800 2.100 3.30 63.000 12.000 21.000
M5 0.800 3.500 2.700 4.20 70.000 14.000 25.000
M6 1.000 4.500 3.400 5.00 80.000 16.000 30.000
M8 1.250 6.000 4,900 6.80 90.000 17.000 35.000
M10 1.500 7.000 5.500 8.50 100.000 20.000 39.000
M12 1.750 9.000 7.000 10.20 110.000 24.000 49.000
M14 2.000 11.000 9.000 12.00 110.000 26.000 53.000
M16 2.000 12.000 9.000 14.00 110.000 26.000 54.000
M18 2.500 14.000 11.000 15.50 125.000 30.000 62.000
M20 2.500 16.000 12.000 17.50 140.000 32.000 62.000
M22 2.500 18.000 14.500 19.50 140.000 32.000 62.000
M24 3.000 18.000 14.500 21.00 160.000 36.000 73.000
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KiSTOCK

‘ N ‘ a7 B 1S02/6H

e y . TiN ®
Catalogue no. 63133 - M - N s H  Application
[ ) O

recommendations
page 17

o for through holes

¢ with spiral point

e chip evacuation in feed direction
e general application

o steel to 800 N/mm?

d2
vV
d1

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm

M3 0.500 3.500 2.700 2.50 56.000 10.000 18.000
M4 0.700 4.500 3.400 3.30 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.20 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.00 80.000 16.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 17.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 20.000 39.000

Catalogue no. 63138

Application

recommendations

° o page 17

e for through holes

¢ with spiral point

¢ chip evacuation in feed direction
e general application

e steel to 800 N/mm?

SW P

do)
N
d1

d1 P d2 SW dk 11 12 15
mm mm mm mm mm mm mm
M12 1.750 9.000 7.000 10.20 110.000 24.000 49.000
M14 2.000 11.000 9.000 12.00 110.000 26.000 53.000
M16 2.000 12.000 9.000 14.00 110.000 26.000 54.000
M20 2.500 16.000 12.000 17.50 140.000 32.000 62.000
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KiSTOCK

1SO2/6H

== s o | B e (R
Catalogue no. 73221 - M - N S H Application
° o

recommendations
page 18

o for blind holes

o flutes with appr. 15° right-hand helix
e chip evacuation in shank direction

e general application

P o steel to 800 N/mm?

SwW

d2
d1

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm
M2,2 0.450 2.800 2.100 1.75 45.000 5.000 14.500
M2 0.400 2.800 2.100 1.60 45.000 4.500 13.500
M3 0.500 3.500 2.700 2.50 56.000 6.000 18.000
M3,5 0.600 4.000 3.000 2.90 56.000 7.000 20.000
M4 0.700 4.500 3.400 3.30 63.000 7.500 21.000
M5 0.800 6.000 4.900 4.20 70.000 8.500 25.000
M6 1.000 6.000 4.900 5.00 80.000 11.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 14.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 16.000 39.000

e — I . orgnt | (R jsozm
Catalogue no. 73227 - M - N S H Application
recommendations
° o page 18
e for blind holes
o flutes with appr. 15° right-hand helix
e chip evacuation in shank direction
* general application
o steel to 800 N/mm?
SW =
_ —t
ko] kel
L'_2,
Is
1
d1 P d2 SwW dk 1 12 15
mm mm mm mm mm mm mm
M4 0.700 2.800 2.100 3.30 63.000 7.500 21.000
M5 0.800 3.500 2.700 4.20 70.000 8.500 25.000
M6 1.000 4.500 3.400 5.00 80.000 11.000 30.000
M8 1.250 6.000 4.900 6.80 90.000 14.000 35.000
M10 1.500 7.000 5.500 8.50 100.000 16.000 39.000
M12 1.750 9.000 7.000 10.20 110.000 18.500 49.000
M16 2.000 12.000 9.000 14.00 110.000 20.000 54.000
M18 2.500 14.000 11.000 15.50 125.000 25.000 62.000
M20 2.500 16.000 12.000 17.50 140.000 25.000 62.000
M22 2.500 18.000 14.500 19.50 140.000 27.000 62.000
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Catalogue no. 73146

sw P
_ 1
= 3 3
I2
Is
I4
d1 P d2
mm mm
M2,2 0.450 2.800
M2 0.400 2.800
M2,5 0.450 2.800
M3 0.500 3.500
M3,5 0.600 4.000
M4 0.700 4.500
M5 0.800 6.000
M6 1.000 6.000
M8 1.250 8.000
M10 1.500 10.000

KiSTOCK

SW
mm
2.100
2.100
2.100
2.700
3.000
3.400
4.900
4.900
6.200
8.000

for blind holes
flutes with appr. 40° right-hand helix

N‘371

C

bright

KON
O

chip evacuation in shank direction
general application
steel to 800 N/mm?

dk
mm
1.75
1.60
2.05
2.50
2.90
3.30
4.20
5.00
6.80
8.50

1
mm
45.000
45.000
50.000
56.000
56.000
63.000
70.000
80.000
90.000
100.000

® 1S02/6H
S H Application
recommendations
page 18
12 15
mm mm
5.000 14.500
4.500 13.500
5.000 14.500
6.000 18.000
7.000 20.000
7.500 21.000
8.500 25.000
11.000 30.000
14.000 35.000
16.000 39.000
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KiSTOCK

bright 1SO2/6H

e NN | || €| HesE fonan (R
Catalogue no. 73148 - M - N s H  Application
[} O

recommendations
page 18

o for blind holes

o flutes with appr. 40° right-hand helix
e chip evacuation in shank direction

e general application

o steel to 800 N/mm?

SW P
_ 1
© ©
-
Is
l4
di P d2 SwW dk 11 12 15
mm mm mm mm mm mm mm
M3 0.500 2.200 1.800 2.50 56.000 6.000 18.000
M4 0.700 2.800 2.100 3.30 63.000 7.500 21.000
M5 0.800 3.500 2.700 4.20 70.000 8.500 25.000
M6 1.000 4.500 3.400 5.00 80.000 11.000 30.000
Ms 1.250 6.000 4.900 6.80 90.000 14.000 35.000
M10 1.500 7.000 5.500 8.50 100.000 16.000 39.000
M12 1.750 9.000 7.000 10.20 110.000 18.500 49.000
M14 2.000 11.000 9.000 12.00 110.000 20.000 53.000
M16 2.000 12.000 9.000 14.00 110.000 20.000 54.000
M18 2.500 14.000 11.000 15.50 125.000 25.000 62.000
M20 2.500 16.000 12.000 17.50 140.000 25.000 62.000
M22 2.500 18.000 14.500 19.50 140.000 27.000 62.000
M24 3.000 18.000 14.500 21.00 160.000 30.000 73.000
M27 3.000 20.000 16.000 24.00 160.000 30.000 73.000
M30 3.500 22.000 18.000 26.50 180.000 35.000 85.000
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KiSTOCK

1SO2/6H|

=S N\E N R
Catalogue no. 63146 - M - N s H  Application
[ ) O

recommendations
page 18

o for blind holes

o flutes with appr. 40° right-hand helix
e chip evacuation in shank direction

e general application

P o steel to 800 N/mm?

SwW

d2
d1

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm
M3 0.500 3.500 2.700 2.50 56.000 6.000 18.000
M4 0.700 4.500 3.400 3.30 63.000 7.500 21.000
M5 0.800 6.000 4.900 4.20 70.000 8.500 25.000
M6 1.000 6.000 4.900 5.00 80.000 11.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 14.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 16.000 39.000

C——NENGY R | (R o

Catalogue no. 63148 Application
recommendations
° o page 18
e for blind holes
o flutes with appr. 40° right-hand helix
¢ chip evacuation in shank direction
e general application
o steel to 800 N/mm?
SW P
_ —
kel kel
L'_z,
Is
l4
di P d2 SwW dk il 12 15
mm mm mm mm mm mm mm
M12 1.750 9.000 7.000 10.20 110.000 18.500 49.000
M16 2.000 12.000 9.000 14.00 110.000 20.000 54.000
M20 2.500 16.000 12.000 17.50 140.000 25.000 62.000
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KiSTOCK

‘ N ‘ a7 B 1S03/6G

" z . bright ‘@
Catalogue no. 73132 - M - N s H  Application
[ ) O

recommendations
page 17

o for through holes

¢ with spiral point

e chip evacuation in feed direction
e general application

o steel to 800 N/mm?

d2
vV
d1

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm
M2,5 0.450 2.800 2.100 2.05 50.000 9.000 14.500
M3 0.500 3.500 2.700 2.50 56.000 10.000 18.000
M4 0.700 4.500 3.400 3.30 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.20 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.00 80.000 16.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 17.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 20.000 39.000

TSN SR S
Catalogue no. 73145 - M - N S H Application
recommendations
[} o page 18
e for blind holes
o flutes with appr. 40° right-hand helix
e chip evacuation in shank direction
* general application
p o steel to 800 N/mm?
SW
N ~— B
= 3 i
I
Is
l4
d1 P d2 SwW dk il 12 15
mm mm mm mm mm mm mm
M3 0.500 3.500 2.700 2.50 56.000 6.000 18.000
M4 0.700 4.500 3.400 3.30 63.000 7.500 21.000
M5 0.800 6.000 4.900 4.20 70.000 8.500 25.000
Mé 1.000 6.000 4.900 5.00 80.000 11.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 14.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 16.000 39.000
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KiSTOCK

1SO2/6H

.

r g ‘ W ‘ 371 . bright ‘@
Catalogue no. 73131 - M - N s H  Application
[ ]

recommendations
page 19

for through holes

with spiral point

chip evacuation in feed direction

soft, long-chipping materials such as aluminium, aluminium alloys, non-fer-

rous metals
SW P
= S > 5
I
Is
l4
d1 P d2 SwW dk il 12 15
mm mm mm mm mm mm mm

M2,3 0.400 2.800 2.100 1.90 45.000 9.000 14.500
M2 0.400 2.800 2.100 1.60 45.000 8.000 13.500
M2,5 0.450 2.800 2.100 2.05 50.000 9.000 14.500
M2,6 0.450 2.800 2.100 2.15 50.000 9.000 14.500
M3 0.500 3.500 2.700 2.50 56.000 10.000 18.000
M3,5 0.600 4.000 3.000 2.90 56.000 12.000 20.000
M4 0.700 4.500 3.400 3.30 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.20 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.00 80.000 16.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 17.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 20.000 39.000

Catalogue no. 73189 - M - N S H Application
recommendations
° page 19

for through holes

with spiral point

chip evacuation in feed direction

soft, long-chipping materials such as aluminium, aluminium alloys, non-fer-

rous metals
swW TP
- 1
e} o
I2
Is
l4
d1 P d2 SW dk bl 12 15
mm mm mm mm mm mm mm
M12 1.750 9.000 7.000 10.20 110.000 24.000 49.000
M16 2.000 12.000 9.000 14.00 110.000 26.000 54.000
M20 2.500 16.000 12.000 17.50 140.000 32.000 62.000
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KiSTOCK

1SO2/6H

. bright ‘@
Catalogue no. 73156 - M - N s H  Application
[ ]

" - ‘W‘371 c

recommendations
page 19

o for blind holes

o flutes with appr. 45° right-hand helix

e chip evacuation in shank direction

¢ soft, long-chipping materials such as aluminium, aluminium alloys, non-fer-

rous metals
swW P
= 3 J
LI
Is
l4
d1 P d2 SwW dk il 12 15
mm mm mm mm mm mm mm

M2,2 0.450 2.800 2.100 1.75 45.000 5.000 14.500
M2,3 0.400 2.800 2.100 1.90 45.000 4.500 14.500
M2 0.400 2.800 2.100 1.60 45.000 4.500 13.500
M2,5 0.450 2.800 2.100 2.05 50.000 5.000 14.500
M3 0.500 3.500 2.700 2.50 56.000 6.000 18.000
M3,5 0.600 4.000 3.000 2.90 56.000 7.000 20.000
M4 0.700 4.500 3.400 3.30 63.000 7.500 21.000
M5 0.800 6.000 4.900 4.20 70.000 8.500 25.000
M6 1.000 6.000 4.900 5.00 80.000 11.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 14.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 16.000 39.000

e i wllamell C . bright @ isozeH
Catalogue no. 73136 - M - N S H Application
recommendations
° page 19

e for blind holes

o flutes with appr. 45° right-hand helix

e chip evacuation in shank direction

¢ soft, long-chipping materials such as aluminium, aluminium alloys, non-fer-

rous metals
SW P
N — B
ko] kel
I
Is
4
d1 P d2 SW dk bl 12 15
mm mm mm mm mm mm mm

M12 1.750 9.000 7.000 10.20 110.000 18.500 49.000
M16 2.000 12.000 9.000 14.00 110.000 20.000 54.000
M20 2.500 16.000 12.000 17.50 140.000 25.000 62.000
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KiSTOCK

s ce | | c hesE L [(RY fonx
Catalogue no. 73201 - M - N s H  Application
[ )

recommendations
page 20

¢ for through and blind holes
e cast materials such as grey cast iron, malleable cast iron,
spheroidal graphite cast iron

d2
vV
d1

d1 P d2 SW dk 1 12 15
mm mm mm mm mm mm mm
M3 0.500 3.500 2.700 2.50 56.000 10.000 18.000
M3,5 0.600 4.000 3.000 2.90 56.000 12.000 20.000
M4 0.700 4.500 3.400 3.30 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.20 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.00 80.000 16.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 17.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 20.000 39.000

ni-
e———— o 4ra | | hesE | mk | |(RY onx
Catalogue no. 73211 - M - N S H Application
recommendations
[ ]

page 20

e for through and blind holes
* cast materials such as grey cast iron, malleable cast iron,
spheroidal graphite cast iron

il A

(oF:!
d1

d1 [P d2 SW dk 1 12 15
mm mm mm mm mm mm mm
M12 1.750 9.000 7.000 10.20 110.000 24.000 49.000
M14 2.000 11.000 9.000 12.00 110.000 26.000 53.000
M16 2.000 12.000 9.000 14.00 110.000 26.000 54.000
M18 2.500 14.000 11.000 15.50 125.000 30.000 62.000
M20 2.500 16.000 12.000 17.50 140.000 32.000 62.000
M22 2.500 18.000 14.500 19.50 140.000 32.000 62.000
M24 3.000 18.000 14.500 21.00 160.000 36.000 73.000
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KiSTOCK

:ﬁw ‘GG ‘ a1 || C . TiAIN ‘@HGHX
Catalogue no. 63201 - M - N s H  Application
[ ) (@)

recommendations
page 20

¢ for through and blind holes
e cast materials such as grey cast iron, malleable cast iron,
spheroidal graphite cast iron

SwW P
= S > 5
I2
Is
I1
d1 P d2 SW dk bl 12 15
mm mm mm mm mm mm mm
M3 0.500 3.500 2.700 2.50 56.000 10.000 18.000
M4 0.700 4.500 3.400 3.30 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.20 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.00 80.000 16.000 30.000
M8 1.250 8.000 6.200 6.80 90.000 17.000 35.000
M10 1.500 10.000 8.000 8.50 100.000 20.000 39.000
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Catalogue no. 53778

SW
- 1
e} °
I2
Is
l4

Code no. d1 d2

mm
3.002 M3 x 0,35 2.200
4.002 M4 x 0,35 2.800
4.003 M4 x 0,5 2.800
5.003 M5 x 0,5 3.500
6.003 M6 x 0,5 4.500
6.004 M6 x 0,75 4.500
8.004 M8 x 0,75 6.000
8.005 M8 x 1 6.000
9.005 M9 x 1 7.000
10.004 M10 x 0,75 7.000
10.005 M10 x 1 7.000
10.006 M10 x 1,25 7.000
11.005 M11 x 1 8.000
12.005 M12 x 1 9.000
12.006 M12 x 1,25 9.000
12.007 M12 x 1,5 9.000
14.005 M14 x 1 11.000
14.006 M14 x 1,25 11.000
14.007 M14 x 1,5 11.000
16.005 M16 x 1 12.000
16.007 M16 x 1,5 12.000
18.005 M18 x 1 14.000
18.007 M18 x 1,5 14.000
18.008 M18 x 2 14.000
20.005 M20 x 1 16.000
20.007 M20 x 1,5 16.000
20.008 M20 x 2 16.000
22.005 M22 x 1 18.000
22.007 M22 x 1,5 18.000
22.008 M22 x 2 18.000
24.005 M24 x 1 18.000
24.007 M24 x 1,5 18.000
24.008 M24 x 2 18.000

KiSTOCK

SW
mm
1.800
2.100
2.100
2.700
3.400
3.400
4.900
4.900
5.500
5.500
5.500
5.500
6.200
7.000
7.000
7.000
9.000
9.000
9.000
9.000
9.000
11.000
11.000
11.000
12.000
12.000
12.000
14.500
14.500
14.500
14.500
14.500
14.500

‘ N-X‘ 374

Al-

HSSE | 7N

TR m IKEON
e & O O

for through holes
with spiral point

non-ferrous metals
cast materials

dk

2.65
3.65
3.50
4.50
5.50
5.20
7.20
7.00
8.00
9.20
9.00
8.80
10.00
11.00
10.80
10.50
13.00
12.80
12.50
15.00
14.50
17.00
16.50
16.00
19.00
18.50
18.00
21.00
20.50
20.00
23.00
22.50
22.00

chip evacuation in feed direction
for universal application

steel materials up to 1200 N/mm?
acid resist./stainless steels

1
mm
56.000
63.000
63.000
70.000
80.000
80.000
80.000
90.000
90.000
90.000
90.000
100.000
90.000
100.000
100.000
100.000
100.000
100.000
100.000
100.000
100.000
110.000
110.000
125.000
125.000
125.000
140.000
125.000
125.000
140.000
140.000
140.000
140.000

(R onx

S

O

H

Application

recommendations

page 6

mm
18.000
21.000
21.000
25.000
30.000
30.000
30.000
35.000
35.000
35.000
35.000
39.000
33.000
40.000
40.000
40.000
40.000
40.000
40.000
44.000
44.000
44.000
44.000
58.000
44.000
44.000
60.000
44.000
44.000
62.000
48.000
48.000
48.000
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Catalogue no. 53789

SW
- 1
e} W °
I2
Is
I1

Code no. d1 d2

mm
8.005 M8 x 1 6.000
10.005 M10 x 1 7.000
10.006 M10x 1,25 7.000
12.005 M12 x 1 9.000
12.006 M12 x 1,25 9.000
12.007 M12x 1,5 9.000
14.007 M14x 1,5 11.000
16.007 M16x 1,5 12.000
18.007 M18 x 1,5 14.000
20.007 M20 x 1,5 16.000
24.007 M24 x 1,5 18.000

114

SW
mm
4.900
5.500
5.500
7.000
7.000
7.000
9.000
9.000
11.000
12.000
14.500

KiSTOCK

‘ N-X ‘ 374

Al-
TiZrN

for through holes
with spiral point

non-ferrous metals
cast materials

dk
mm
7.00
9.00
8.80
11.00
10.80
10.50
12.50
14.50
16.50
18.50
22.50

TR m IKEON
[ ] [ ] O O

chip evacuation in feed direction
for universal application

steel materials up to 1200 N/mm?
acid resist./stainless steels

1
mm
90.000
90.000
100.000
100.000
100.000
100.000
100.000
100.000
110.000
125.000
140.000

(R onx

S

O

H

Application
recommendations
page 6

mm
35.000
35.000
39.000
40.000
40.000
40.000
40.000
44.000
44.000
44.000
48.000



KiSTOCK

(T — R
L —— A AR [ N_X 374 B

B (B oo
Catalogue no. 53790 - M - N s H  Application
[ ) [ O O

recommendations
fe) page 6

for through holes

with spiral point

chip evacuation in feed direction
radial coolant exit

for universal application

SW P * steel materials up to 1200 N/mm?
e acid resist./stainless steels

[ S i ¢ non-ferrous metals

Iy | e cast materials

Is

l4
Code no. di d2 SwW dk I 12 15
mm mm mm mm mm mm

8.005 M8 x 1 6.000 4.900 7.00 90.000 17.000 35.000
10.005 M10 x 1 7.000 5.500 9.00 90.000 16.000 35.000
10.006 M10 x 1,25 7.000 5.500 8.80 100.000 20.000 39.000
12.005 M12 x 1 9.000 7.000 11.00 100.000 20.000 40.000
12.006 M12 x 1,25 9.000 7.000 10.80 100.000 20.000 40.000
12.007 M12x 1,5 9.000 7.000 10.50 100.000 20.000 40.000
14.007 M14 x 1,5 11.000 9.000 12.50 100.000 20.000 40.000
16.007 M16x 1,5 12.000 9.000 14.50 100.000 22.000 44.000
18.007 M18x 1,5 14.000 11.000 16.50 110.000 25.000 44.000
20.007 M20 x 1,5 16.000 12.000 18.50 125.000 25.000 44.000
24.007 M24 x 1,5 18.000 14.500 22.50 140.000 28.000 48.000
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Catalogue no. 53779

SW
- 1
e} W °
I2
Is
l4

Code no. d1 d2

mm
6.004 M6 x 0,75 4.500
8.004 M8 x 0,75 6.000
8.005 M8 x 1 6.000
10.005 M10 x 1 7.000
10.006 M10 x 1,25 7.000
12.005 M12 x 1 9.000
12.006 M12 x 1,25 9.000
12.007 M12x 1,5 9.000
14.007 M14x 1,5 11.000
16.007 M16 x 1,5 12.000
18.007 M18 x 1,5 14.000
20.007 M20 x 1,5 16.000
24.007 M24 x 1,5 18.000

116

SW
mm
3.400
4.900
4.900
5.500
5.500
7.000
7.000
7.000
9.000
9.000
11.000
12.000
14.500

KiSTOCK

‘ N-X ‘ 374

Al-
TiZrN

cast materials

dk
mm
5.20
7.20
7.00
9.00
8.80
11.00
10.80
10.50
12.50
14.50
16.50
18.50
22.50

for through holes
with spiral point
chip evacuation in feed direction
for universal application

steel materials up to 1200 N/mm?
acid resist./stainless steels
non-ferrous metals

KON
O O

1
mm
80.000
80.000
90.000
90.000
100.000
100.000
100.000
100.000
100.000
100.000
110.000
125.000
140.000

QI

S

O

H

Application
recommendations
page 6

mm
30.000
30.000
35.000
35.000
39.000
40.000
40.000
40.000
40.000
44.000
44.000
44.000
48.000



KiSTOCK

B e e T N ‘N_X‘ i | C | BesE mann| (R) ‘GHX‘

Catalogue no. 53780 - M - N s H  Application
recommendations
° ° e} e} o page 8

for blind holes

flutes with appr. 45° right-hand helix
chip evacuation in shank direction
for universal application

steel materials up to 1200 N/mm?

SwW e acid resist./stainless steels
L ® non-ferrous metals
S ° e cast materials
-2
Is
l4
Code no. di d2 SW dk il 12 15
mm mm mm mm mm mm
3.002 M3 x 0,35 2.200 1.800 2.65 56.000 4.000 18.000
4.002 M4 x 0,35 2.800 2.100 3.65 63.000 5.000 21.000
4.003 M4 x 0,5 2.800 2.100 3.50 63.000 5.000 21.000
5.003 M5 x 0,5 3.500 2.700 4.50 70.000 5.000 25.000
6.003 M6 x 0,5 4.500 3.400 5.50 80.000 5.000 30.000
6.004 M6 x 0,75 4.500 3.400 5.20 80.000 8.000 30.000
8.004 M8 x 0,75 6.000 4.900 7.20 80.000 8.000 30.000
8.005 M8 x 1 6.000 4.900 7.00 90.000 11.000 35.000
9.005 M9 x 1 7.000 5.500 8.00 90.000 11.000 35.000
10.004 M10 x 0,75 7.000 5.500 9.20 90.000 11.000 35.000
10.005 M10 x 1 7.000 5.500 9.00 90.000 11.000 35.000
10.006 M10 x 1,25 7.000 5.500 8.80 100.000 14.000 39.000
11.005 M11 x1 8.000 6.200 10.00 90.000 11.000 33.000
12.005 M12 x 1 9.000 7.000 11.00 100.000 11.000 40.000
12.006 M12 x 1,25 9.000 7.000 10.80 100.000 15.000 40.000
12.007 M12 x 1,5 9.000 7.000 10.50 100.000 15.000 40.000
14.005 M14 x 1 11.000 9.000 13.00 100.000 11.000 40.000
14.006 M14 x 1,25 11.000 9.000 12.80 100.000 15.000 40.000
14.007 M14 x 1,5 11.000 9.000 12.50 100.000 15.000 40.000
16.005 M16 x 1 12.000 9.000 15.00 100.000 11.000 44.000
16.007 M16x 1,5 12.000 9.000 14.50 100.000 15.000 44.000
18.005 M18 x 1 14.000 11.000 17.00 110.000 12.000 44.000
18.007 M18 x 1,5 14.000 11.000 16.50 110.000 16.000 44.000
18.008 M18 x 2 14.000 11.000 16.00 125.000 20.000 58.000
20.005 M20 x 1 16.000 12.000 19.00 125.000 12.000 44.000
20.007 M20 x 1,5 16.000 12.000 18.50 125.000 16.000 44.000
20.008 M20 x 2 16.000 12.000 18.00 140.000 20.000 60.000
22.005 M22 x 1 18.000 14.500 21.00 125.000 12.000 44.000
22.007 M22 x 1,5 18.000 14.500 20.50 125.000 16.000 44.000
22.008 M22 x 2 18.000 14.500 20.00 140.000 22.000 62.000
24.005 M24 x 1 18.000 14.500 23.00 140.000 15.000 48.000
24.007 M24 x 1,5 18.000 14.500 22.50 140.000 16.000 48.000
24.008 M24 x 2 18.000 14.500 22.00 140.000 22.000 48.000
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KiSTOCK

TSN AT ‘N.x‘ ara|| C . TIAIN-H @ ‘GHX‘
Catalogue no. 53791 - M - N S H
[ ) [ O O

for blind holes

flutes with appr. 45° right-hand helix
chip evacuation in shank direction
for universal application

steel materials up to 1200 N/mm?

SW * acid resist./stainless steels
L ® non-ferrous metals
o) S e cast materials
L'_z,
Is
4
Code no. di d2 SwW dk I 12
mm mm mm mm mm
8.005 M8 x 1 6.000 4.900 7.00 90.000 11.000
10.005 M10 x 1 7.000 5.500 9.00 90.000 11.000
10.006 M10 x 1,25 7.000 5.500 8.80 100.000 14.000
12.005 M12 x 1 9.000 7.000 11.00 100.000 11.000
12.006 M12 x 1,25 9.000 7.000 10.80 100.000 16.000
12.007 M12x 1,5 9.000 7.000 10.50 100.000 16.000
14.007 M14x1,5 11.000 9.000 12.50 100.000 15.000
16.007 M16x 1,5 12.000 9.000 14.50 100.000 15.000
18.007 M18x 1,5 14.000 11.000 16.50 110.000 16.000
20.007 M20 x 1,5 16.000 12.000 18.50 125.000 16.000
24.007 M24 x 1,5 18.000 14.500 22.50 140.000 16.000
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Application
recommendations
page 8

mm
35.000
35.000
39.000
40.000
40.000
40.000
40.000
44.000
44.000
44.000
48.000



KiSTOCK

= L] x| ]| © | R o (R
Catalogue no. 53792 - M - N s H  Application
[ ) [ O O

recommendations
fe) page 8

for blind holes

flutes with appr. 45° right-hand helix
chip evacuation in shank direction
with axial coolant duct

for universal application

steel materials up to 1200 N/mm?
acid resist./stainless steels
non-ferrous metals

cast materials

I

Code no. di d2 SW dk 1 12 15

mm mm mm mm mm mm
8.005 M8 x 1 6.000 4.900 7.00 90.000 11.000 35.000
10.005 M10 x 1 7.000 5.500 9.00 90.000 11.000 35.000
10.006 M10 x 1,25 7.000 5.500 8.80 100.000 14.000 39.000
12.005 M12 x 1 9.000 7.000 11.00 100.000 11.000 40.000
12.006 M12 x 1,25 9.000 7.000 10.80 100.000 16.000 40.000
12.007 M12 x 1,5 9.000 7.000 10.50 100.000 16.000 40.000
14.007 M14 x 1,5 11.000 9.000 12.50 100.000 15.000 40.000
16.007 M16x 1,6 12.000 9.000 14.50 100.000 15.000 44.000
18.007 M18 x 1,5 14.000 11.000 16.50 110.000 16.000 44.000
20.007 M20 x 1,5 16.000 12.000 18.50 125.000 16.000 44.000
24.007 M24 x 1,5 18.000 14.500 22.50 140.000 16.000 48.000
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KiSTOCK

‘m ‘N-X‘ ara || E . TiAIN-H @ ‘GHX‘
Catalogue no. 53770 - M - N s H  Application
[ ) [ O O

recommendations
fe) page 8

for blind holes

flutes with appr. 45° right-hand helix

chip evacuation in shank direction

short chamfer for thread depths close to bottom of the hole
for universal application

steel materials up to 1200 N/mm?

acid resist./stainless steels

non-ferrous metals

cast materials

SW

[P

Code no. di d2 SW dk 1 12 15
mm mm mm mm mm mm
6.004 M6 x 0,75 4.500 3.400 5.20 80.000 8.000 30.000
8.004 M8 x 0,75 6.000 4.900 7.20 80.000 8.000 30.000
8.005 M8 x 1 6.000 4.900 7.00 90.000 11.000 35.000
10.005 M10 x 1 7.000 5.500 9.00 90.000 11.000 35.000
10.006 M10 x 1,25 7.000 5.500 8.80 100.000 14.000 39.000
12.005 M12 x 1 9.000 7.000 11.00 100.000 11.000 40.000
12.006 M12 x 1,25 9.000 7.000 10.80 100.000 16.000 40.000
12.007 M12x 1,5 9.000 7.000 10.50 100.000 16.000 40.000
14.007 M14 x 1,5 11.000 9.000 12.50 100.000 15.000 40.000
16.007 M16 x 1,5 12.000 9.000 14.50 100.000 15.000 44.000
18.007 M18 x 1,5 14.000 11.000 16.50 110.000 16.000 44.000
20.007 M20 x 1,5 16.000 12.000 18.50 125.000 16.000 44.000
24.007 M24 x 1,5 18.000 14.500 22.50 140.000 16.000 48.000
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KiSTOCK

m ‘N-X‘ ana || C . TiAIN-H @ ‘GGX‘
Catalogue no. 53781 - M - N s H  Application
[ ) [ O O

recommendations
fe) page 8

for blind holes

flutes with appr. 45° right-hand helix
chip evacuation in shank direction
for universal application

steel materials up to 1200 N/mm?

SW * acid resist./stainless steels
L * non-ferrous metals
S ° * cast materials
2
s
1
Code no. d1 d2 SW dk 1 12 15
mm mm mm mm mm mm
6.004 M6 x 0,75 4.500 3.400 5.20 80.000 8.000 30.000
8.004 M8 x 0,75 6.000 4.900 7.20 80.000 8.000 30.000
8.005 M8 x 1 6.000 4.900 7.00 90.000 11.000 35.000
10.005 M10 x 1 7.000 5.500 9.00 90.000 11.000 35.000
10.006 M10x 1,25 7.000 5.500 8.80 100.000 14.000 39.000
12.005 M12 x 1 9.000 7.000 11.00 100.000 11.000 40.000
12.006 M12x 1,25 9.000 7.000 10.80 100.000 16.000 40.000
12.007 M12x 1,5 9.000 7.000 10.50 100.000 16.000 40.000
14.007 M14x 1,5 11.000 9.000 12.50 100.000 15.000 40.000
16.007 M16 x 1,5 12.000 9.000 14.50 100.000 15.000 44.000
18.007 M18x 1,5 14.000 11.000 16.50 110.000 16.000 44.000
20.007 M20 x 1,5 16.000 12.000 18.50 125.000 16.000 44,000
24.007 M24 x 1,5 18.000 14.500 22.50 140.000 16.000 48.000
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KiSTOCK

steam o)
T i N | B s st (R o

Catalogue no. 73183 - M - N s H  Application
recommendations
° o o )

page 10

o for through holes

¢ with spiral point

e chip evacuation in feed direction
e for universal application

¢ steel materials up to 1100 N/mm?

SW
N — [
e} I ©
I2
Is
l4
Code no. di d2 SW dk il 12 15
mm mm mm mm mm mm

6.004 M6 x 0,75 4.500 3.400 5.20 80.000 13.000 30.000
8.004 M8 x 0,75 6.000 4.900 7.20 80.000 14.000 30.000
8.005 M8 x 1 6.000 4.900 7.00 90.000 17.000 35.000
10.005 M10 x 1 7.000 5.500 9.00 90.000 16.000 35.000
12.005 M12 x 1 9.000 7.000 11.00 100.000 20.000 40.000
12.007 M12x 1,5 9.000 7.000 10.50 100.000 20.000 40.000
14.007 M14x 1,5 11.000 9.000 12.50 100.000 20.000 40.000
16.007 M16x 1,5 12.000 9.000 14.50 100.000 22.000 44.000
20.007 M20 x 1,5 16.000 12.000 18.50 125.000 25.000 44.000

T le— N N ||aa| C |HsSE | e (R oo
Catalogue no. 73187 - M - N S H Application
recommendations
° o o o page 10

e for blind holes

o flutes with appr. 40° right-hand helix

* chip evacuation in shank direction

¢ for universal application

o steel materials up to 1100 N/mm?

Sw
ol ]
L'_z,
Is
1
Code no. d1 d2 SwW dk il 12 15
mm mm mm mm mm mm

6.004 M6 x 0,75 4.500 3.400 5.20 80.000 8.000 30.000
8.005 M8 x 1 6.000 4.900 7.00 90.000 11.000 35.000
10.005 M10 x 1 7.000 5.500 9.00 90.000 11.000 35.000
10.006 M10 x 1,25 7.000 5.500 8.80 100.000 14.000 39.000
12.005 M12 x 1 9.000 7.000 11.00 100.000 11.000 40.000
12.006 M12 x 1,25 9.000 7.000 10.80 100.000 16.000 40.000
12.007 M12x 1,5 9.000 7.000 10.50 100.000 16.000 40.000
14.005 M14 x 1 11.000 9.000 13.00 100.000 11.000 40.000
14.007 M14x 1,5 11.000 9.000 12.50 100.000 15.000 40.000
16.007 M16 x 1,5 12.000 9.000 14.50 100.000 15.000 44.000
18.007 M18 x 1,5 14.000 11.000 16.50 110.000 16.000 44.000
20.007 M20 x 1,5 16.000 12.000 18.50 125.000 16.000 44.000
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KiSTOCK

ﬂ_ﬁ omemvo| | 374 || B . TiCN ® iso2/6H
Catalogue no. 53055 - M - N s H  Application
recommendations
° ° ° ° o page 11
o for through holes
¢ with spiral point
e chip evacuation in feed direction
e for universal application
e steel materials up to 1200 N/mm?
SW
- 1
o o
2|
Is
l4
Code no. d1 d2 SW dk 1 12 15
mm mm mm mm mm mm

8.005 M8 x 1 6.000 4.900 7.00 90.000 17.000 35.000

10.005 M10 x 1 7.000 5.500 9.00 90.000 16.000 35.000

12.005 M12 x 1 9.000 7.000 11.00 100.000 20.000 40.000

12.007 M12 x 1,5 9.000 7.000 10.50 100.000 20.000 40.000

14.007 M14 x 1,5 11.000 9.000 12.50 100.000 20.000 40.000

16.007 M16 x 1,5 12.000 9.000 14.50 100.000 22.000 44.000

Catalogue no. 53052 - M - N s H  Application
recommendations
° ° ° ° o page 11

for blind holes

flutes with appr. 50° right-hand helix

shorter thread length, only suitable for synchro tapping
chip evacuation in shank direction

for universal application

steel materials up to 1200 N/mm?

SW
—=—=z=lz=====z= N = S
° 2
Is
1
Code no. di d2 SW dk 1 12 15
mm mm mm mm mm mm
8.005 M8 x 1 6.000 4.900 7.00 90.000 5.000 35.000
10.005 M10 x 1 7.000 5.500 9.00 90.000 5.000 35.000
12.005 M12 x 1 9.000 7.000 11.00 100.000 5.000 40.000
12.007 M12x 1,5 9.000 7.000 10.50 100.000 7.500 40.000
14.007 M14x 1,5 11.000 9.000 12.50 100.000 7.500 40.000
16.007 M16 x 1,5 12.000 9.000 14.50 100.000 7.500 44.000
18.007 M18x 1,5 14.000 11.000 16.50 110.000 7.500 44.000
20.007 M20 x 1,5 16.000 12.000 18.50 125.000 7.500 44.000
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KiSTOCK

t
e, va | || B hesE | st (R o
Catalogue no. 73178 - M - N s H  Application
[

recommendations
fe) page 12

o for through holes

¢ with spiral point

e chip evacuation in feed direction
e acid resist./stainless steels

e tough, long-chipping materials

SW
N — [
e} I ©
I2
Is
l4
Code no. di d2 SW dk il 12 15
mm mm mm mm mm mm

5.003 M5 x 0,5 3.500 2.700 4.50 70.000 10.000 25.000
6.004 M6 x 0,75 4.500 3.400 5.20 80.000 13.000 30.000
8.005 M8 x 1 6.000 4.900 7.00 90.000 17.000 35.000
10.005 M10 x 1 7.000 5.500 9.00 90.000 16.000 35.000
12.005 M12 x 1 9.000 7.000 11.00 100.000 20.000 40.000
12.007 M12x 1,5 9.000 7.000 10.50 100.000 20.000 40.000
14.007 M14x 1,5 11.000 9.000 12.50 100.000 20.000 40.000
16.007 M16x 1,5 12.000 9.000 14.50 100.000 22.000 44.000
18.007 M18x 1,5 14.000 11.000 16.50 110.000 25.000 44.000
20.007 M20 x 1,5 16.000 12.000 18.50 125.000 25.000 44.000
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KiSTOCK

T — N TN o | o || © | hesE | steam (R peone
Catalogue no. 73180 - M - N s H  Application
[

recommendations
fe) page 13

o for blind holes

o flutes with appr. 40° right-hand helix
e chip evacuation in shank direction

e acid resist./stainless steels

e tough, long-chipping materials

SW
_ 1
o ©
I2
Is
1
Code no. di d2 SW dk il 12 15
mm mm mm mm mm mm

8.005 M8 x 1 6.000 4.900 7.00 90.000 11.000 35.000
10.005 M10 x 1 7.000 5.500 9.00 90.000 11.000 35.000
12.005 M12 x 1 9.000 7.000 11.00 100.000 11.000 40.000
12.007 M12x 1,5 9.000 7.000 10.50 100.000 16.000 40.000
14.007 M14 x 1,5 11.000 9.000 12.50 100.000 15.000 40.000
16.007 M16 x 1,5 12.000 9.000 14.50 100.000 15.000 44.000
18.007 M18x 1,5 14.000 11.000 16.50 110.000 16.000 44.000
20.007 M20 x 1,5 16.000 12.000 18.50 125.000 16.000 44.000
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Catalogue no. 73646

SW
- 1
e} °
I2
Is
l4

Code no. d1 d2

mm
3.002 M3 x 0,35 2.200
4.003 M4 x 0,5 2.800
5.003 M5 x 0,5 3.500
6.004 M6 x 0,75 4.500
8.004 M8 x 0,75 6.000
8.005 M8 x 1 6.000
10.005 M10x 1 7.000
12.007 M12x 1,5 9.000
14.007 M14x 1,5 11.000
16.007 M16 x 1,5 12.000
18.007 M18 x 1,5 14.000
20.007 M20 x 1,5 16.000
22.007 M22 x 1,5 18.000
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SW
mm
1.800
2.100
2.700
3.400
4.900
4.900
5.500
7.000
9.000
9.000
11.000
12.000
14.500

KiSTOCK

H‘374 B

ni-
trided

for through holes
with spiral point

KON
O

chip evacuation in feed direction

high tensile steels

steel from 1100 to 1600 N/mm?

dk
mm
2.65
3.50
4.50
5.20
7.20
7.00
9.00
10.50
12.50
14.50
16.50
18.50
20.50

1
mm
56.000
63.000
70.000
80.000
80.000
90.000
90.000
100.000
100.000
100.000
110.000
125.000
125.000

1SO2/6H

Q

S

H

Application
recommendations
page 15

mm
18.000
21.000
25.000
30.000
30.000
35.000
35.000
40.000
40.000
44.000
44.000
44.000
44.000



KiSTOCK

1SO2/6H

T ie— TN u | o e L, R
Catalogue no. 73647 - M - N s H  Application
[ )

recommendations
page 16

o for blind holes

o flutes with appr. 45° right-hand helix
e chip evacuation in shank direction

¢ high tensile steels

¢ steel from 1100 to 1200 N/mm?

SW
_ -
o) S
2
Is
l4
Code no. di d2 SW dk 1 12 15
mm mm mm mm mm mm

8.004 M8 x 0,75 6.000 4.900 7.20 80.000 8.000 30.000
8.005 M8 x 1 6.000 4.900 7.00 90.000 11.000 35.000
10.005 M10x 1 7.000 5.500 9.00 90.000 11.000 35.000
12.005 M12 x 1 9.000 7.000 11.00 100.000 11.000 40.000
12.007 M12x 1,5 9.000 7.000 10.50 100.000 15.000 40.000
14.007 M14 x 1,5 11.000 9.000 12.50 100.000 15.000 40.000
16.007 M16x 1,5 12.000 9.000 14.50 100.000 15.000 44.000
18.007 M18x 1,5 14.000 11.000 16.50 110.000 16.000 44.000
20.007 M20x 1,5 16.000 12.000 18.50 125.000 16.000 44.000
22.007 M22 x 1,5 18.000 14.500 20.50 125.000 16.000 44.000
24.007 M24 x 1,5 18.000 14.500 22.50 140.000 16.000 48.000
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KiSTOCK

e e ‘ N ‘ a7a || B | HSSE |bright ‘@ Iso2/6H
Catalogue no. 73250 - M - N s H  Application
recommendations
L ) page 17

o for through holes

¢ with spiral point

e chip evacuation in feed direction

e general application

o steel to 800 N/mm?

SW
- 1
o i °
l2
Is
l4
Code no. d1 d2 SW dk 1 12 15
mm mm mm mm mm mm

4.003 M4 x 0,5 2.800 2.100 3.50 63.000 8.000 21.000
5.003 M5 x 0,5 3.500 2.700 4.50 70.000 10.000 25.000
6.003 M6 x 0,5 4.500 3.400 5.50 80.000 13.000 30.000
6.004 M6 x 0,75 4.500 3.400 5.20 80.000 13.000 30.000
8.004 M8 x 0,75 6.000 4.900 7.20 80.000 14.000 30.000
8.005 M8 x 1 6.000 4.900 7.00 90.000 17.000 35.000
9.005 M9 x 1 7.000 5.500 8.00 90.000 16.000 35.000
10.005 M10x 1 7.000 5.500 9.00 90.000 16.000 35.000
10.006 M10x 1,25 7.000 5.500 8.80 100.000 20.000 39.000
12.005 M12 x 1 9.000 7.000 11.00 100.000 20.000 40.000
12.006 M12 x 1,25 9.000 7.000 10.80 100.000 20.000 40.000
12.007 M12x 1,5 9.000 7.000 10.50 100.000 20.000 40.000
14.005 M14 x 1 11.000 9.000 13.00 100.000 20.000 40.000
14.006 M14 x 1,25 11.000 9.000 12.80 100.000 20.000 40.000
14.007 M14 x 1,5 11.000 9.000 12.50 100.000 20.000 40.000
16.007 M16 x 1,5 12.000 9.000 14.50 100.000 22.000 44.000
18.005 M18 x 1 14.000 11.000 17.00 110.000 25.000 44.000
18.007 M18x 1,5 14.000 11.000 16.50 110.000 25.000 44.000
20.007 M20 x 1,5 16.000 12.000 18.50 125.000 25.000 44.000
20.008 M20 x 2 16.000 12.000 18.00 140.000 32.000 60.000
22.007 M22 x 1,5 18.000 14.500 20.50 125.000 25.000 44.000
24.007 M24 x 1,5 18.000 14.500 22.50 140.000 28.000 48.000
24.008 M24 x 2 18.000 14.500 22.00 140.000 28.000 48.000
27.007 M27 x 1,5 20.000 16.000 25.50 140.000 28.000 53.000
30.007 M30x 1,5 22.000 18.000 28.50 150.000 28.000 53.000
30.008 M30 x 2 22.000 18.000 28.00 150.000 28.000 53.000
36.007 M36 x 1,5 28.000 22.000 34.50 170.000 30.000 56.000
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KiSTOCK

i — NN ‘ . ‘ 21l ¢ | Hese |brignt ‘@ -
Catalogue no. 73173 - M - N s H  Application
recommendations
L ) page 18

o for blind holes

o flutes with appr. 40° right-hand helix

e chip evacuation in shank direction

e for universal application

¢ steel materials up to 1100 N/mm?

SwW
_ —t
kel kel
-2
Is
l4
Code no. d1 d2 SwW dk il 12 15
mm mm mm mm mm mm

3.002 M3 x 0,35 2.200 1.800 2.65 56.000 4.000 18.000
4.003 M4 x 0,5 2.800 2.100 3.50 63.000 5.000 21.000
5.003 M5 x 0,5 3.500 2.700 4.50 70.000 5.000 25.000
6.003 M6 x 0,5 4.500 3.400 5.50 80.000 5.000 30.000
6.004 M6 x 0,75 4.500 3.400 5.20 80.000 8.000 30.000
8.004 M8 x 0,75 6.000 4.900 7.20 80.000 8.000 30.000
8.005 M8 x 1 6.000 4.900 7.00 90.000 11.000 35.000
10.005 M10 x 1 7.000 5.500 9.00 90.000 11.000 35.000
10.006 M10 x 1,25 7.000 5.500 8.80 100.000 14.000 39.000
11.005 M11 x 1 8.000 6.200 10.00 90.000 11.000 33.000
12.005 M12 x 1 9.000 7.000 11.00 100.000 11.000 40.000
12.006 M12 x 1,25 9.000 7.000 10.80 100.000 16.000 40.000
12.007 M12x 1,5 9.000 7.000 10.50 100.000 16.000 40.000
14.005 M14 x 1 11.000 9.000 13.00 100.000 11.000 40.000
14.006 M14 x 1,25 11.000 9.000 12.80 100.000 15.000 40.000
14.007 M14 x 1,5 11.000 9.000 12.50 100.000 15.000 40.000
16.005 M16 x 1 12.000 9.000 15.00 100.000 11.000 44.000
16.007 M16 x 1,5 12.000 9.000 14.50 100.000 15.000 44.000
18.005 M18 x 1 14.000 11.000 17.00 110.000 12.000 44.000
18.007 M18x 1,5 14.000 11.000 16.50 110.000 16.000 44.000
20.007 M20 x 1,5 16.000 12.000 18.50 125.000 16.000 44.000
22.007 M22 x 1,5 18.000 14.500 20.50 125.000 16.000 44.000
24.007 M24 x 1,5 18.000 14.500 22.50 140.000 16.000 48.000
24.008 M24 x 2 18.000 14.500 22.00 140.000 22.000 48.000
26.007 M26 x 1,5 18.000 14.500 24.50 140.000 20.000 50.000
30.007 M30x 1,5 22.000 18.000 28.50 150.000 20.000 53.000
30.008 M30 x 2 22.000 18.000 28.00 150.000 20.000 53.000
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Catalogue no. 63173

SwW
_ —
ko] kel
I
Is
l4

Code no. d1 d2

mm
8.005 M8 x 1 6.000
10.005 M10 x 1 7.000
10.006 M10x 1,25 7.000
12.005 M12 x 1 9.000
12.007 M12x 1,5 9.000
14.007 M14x 1,5 11.000
16.007 M16 x 1,5 12.000
20.007 M20 x 1,5 16.000

130

SW
mm
4.900
5.500
5.500
7.000
7.000
9.000
9.000
12.000

KiSTOCK

N ‘ 374 C . TiN ® 1S02/6H
P MK N s
) e}
for blind holes
flutes with appr. 40° right-hand helix
chip evacuation in shank direction
general application
steel to 800 N/mm?
dk il 12
mm mm mm
7.00 90.000 11.000
9.00 90.000 11.000
8.80 100.000 14.000
11.00 100.000 11.000
10.50 100.000 16.000
12.50 100.000 15.000
14.50 100.000 15.000
18.50 125.000 16.000

Application
recommendations
page 18

mm
35.000
35.000
39.000
40.000
40.000
40.000
44.000
44.000



KiSTOCK

S oo | | c hesE L I(RY fonx
Catalogue no. 73194 - M - N s H  Application
[ )

recommendations
page 20

¢ for through and blind holes
e cast materials such as grey cast iron, malleable cast iron,
spheroidal graphite cast iron

SW
N — [
e} I ©
I2
Is
I1
Code no. di d2 SW dk il 12 15
mm mm mm mm mm mm

8.005 M8 x 1 6.000 4.900 7.00 90.000 17.000 35.000
10.005 M10 x 1 7.000 5.500 9.00 90.000 16.000 35.000
12.007 M12x 1,5 9.000 7.000 10.50 100.000 20.000 40.000
14.007 M14 x 1,5 11.000 9.000 12.50 100.000 20.000 40.000
16.007 M16 x 1,5 12.000 9.000 14.50 100.000 22.000 44.000
18.007 M18 x 1,5 14.000 11.000 16.50 110.000 25.000 44.000
20.007 M20x 1,5 16.000 12.000 18.50 125.000 25.000 44.000
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KiSTOCK

371/376|

Al-
A — T, i Hsse A (R | 2x
Catalogue no. 53782 - M - N s H  Application
[ ] O O

recommendations

° o page 6

for through holes

with spiral point

chip evacuation in feed direction
for universal application

steel materials up to 1200 N/mm?
acid resist./stainless steels
non-ferrous metals

cast materials

SW P

d2
vV
d1

Code no. di d2 SW dk 1 12 15
mm mm mm mm mm mm
2.184 2-56 2.800 2.100 1.85 45.000 9.000 14.500
2.845 4-40 3.500 2.700 2.35 56.000 11.000 18.000
3.505 6-32 4.000 3.000 2.85 56.000 12.000 20.000
4.166 8-32 4.500 3.400 3.50 63.000 12.000 21.000
4.826 10 - 24 6.000 4.900 3.90 70.000 14.000 25.000
5.486 12-24 6.000 4.900 4.50 80.000 16.000 30.000
6.350 1/4 - 20 7.000 5.500 5.10 80.000 16.000 30.000
7.938 5/16 - 18 8.000 6.200 6.60 90.000 18.000 35.000
9.525 3/8 - 16 10.000 8.000 8.00 100.000 20.000 39.000
11.113 7/16 - 14 8.000 6.200 9.40 100.000 22.000 42.000
12.700 1/2-13 9.000 7.000 10.80 110.000 25.000 49.000
14.288 9/16 - 12 11.000 9.000 12.20 110.000 28.000 53.000
15.875 5/8 - 11 12.000 9.000 13.50 110.000 30.000 53.000
19.050 3/4-10 14.000 11.000 16.50 125.000 33.000 62.000
22.225 7/8 -9 18.000 14.500 19.50 140.000 35.000 62.000
25.400 1-8 18.000 14.500 22.25 160.000 38.000 73.000
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KiSTOCK

371/376|

;m ‘N-X C . TiAIN-H @ ‘ZBX‘
Catalogue no. 53783 - M - N s H  Application
[ O O

recommendations

° o page 8

for blind holes

flutes with appr. 45° right-hand helix
chip evacuation in shank direction
for universal application

steel materials up to 1200 N/mm?
acid resist./stainless steels
non-ferrous metals

cast materials

SW P

d2
d1

Code no. di d2 SW dk 1 12 15
mm mm mm mm mm mm
2.184 2-56 2.800 2.100 1.85 45.000 5.000 14.500
2.845 4-40 3.500 2.700 2.35 56.000 7.000 18.000
3.505 6-32 4.000 3.000 2.85 56.000 8.000 20.000
4.166 8-32 4.500 3.400 3.50 63.000 8.000 21.000
4.826 10 - 24 6.000 4.900 3.90 70.000 11.000 25.000
5.486 12-24 6.000 4.900 4.50 80.000 11.000 30.000
6.350 1/4 - 20 7.000 5.500 5.10 80.000 13.000 30.000
7.938 5/16 - 18 8.000 6.200 6.60 90.000 14.000 35.000
9.525 3/8 - 16 10.000 8.000 8.00 100.000 16.000 39.000
11.113 7/16 - 14 8.000 6.200 9.40 100.000 18.000 42.000
12.700 1/2-13 9.000 7.000 10.80 110.000 20.000 49.000
14.288 9/16 - 12 11.000 9.000 12.20 110.000 21.000 53.000
15.875 5/8 - 11 12.000 9.000 13.50 110.000 24.000 53.000
19.050 3/4-10 14.000 11.000 16.50 125.000 25.000 62.000
22.225 7/8 -9 18.000 14.500 19.50 140.000 28.000 62.000
25.400 1-8 18.000 14.500 22.25 160.000 32.000 73.000
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Catalogue no. 73308

SwW
= S > 5
I
Is
l4
Code no. d1 d2
mm
2.845 4-40 3.500
3.505 6 -32 4.000
4.166 8-32 4.500
4.826 10-24 6.000
6.350 1/4 - 20 7.000
7.938 5/16 - 18 8.000
9.525 3/8-16 10.000
Catalogue no. 73309
SW
- 1
o) °
I2
s
l4
Code no. d1 d2
mm
12.700 1/2 -13 9.000
15.875 5/8 - 11 12.000
19.050 3/4 -10 14.000

134

KiSTOCK

SW
mm
2.700
3.000
3.400
4.900
5.500
6.200
8.000

SW
mm
7.000
9.000
11.000

steam
‘ N ‘ 371 B . tempered ‘@ 2B
P m KL N s H
(] O O O
o for through holes
¢ with spiral point
e chip evacuation in feed direction
e for universal application
¢ steel materials up to 1100 N/mm?
dk 1 12
mm mm mm
2.35 56.000 11.000
2.85 56.000 12.000
3.50 63.000 12.000
3.90 70.000 14.000
5.10 80.000 16.000
6.60 90.000 18.000
8.00 100.000 20.000
steam
N 376 B . tempered @ 2B
P m KL N s H
[ ] o O O
o for through holes
¢ with spiral point
e chip evacuation in feed direction
e for universal application
o steel materials up to 1100 N/mm?
dk 1 12
mm mm mm
10.80 110.000 25.000
13.50 110.000 30.000
16.50 125.000 33.000

Application
recommendations
page 10

mm
18.000
20.000
21.000
25.000
30.000
35.000
39.000

Application
recommendations
page 10

mm
49.000
53.000
62.000



KiSTOCK

steam
tempered

= N e o et QL
Catalogue no. 73322 - M - N s H  Application
[ ) @) O O

recommendations
page 10

e for blind holes

o flutes with appr. 40° right-hand helix
e chip evacuation in shank direction

e for universal application

¢ steel materials up to 1100 N/mm?

sw
N o I
© ©
L'_Z-
s |
4
Code no. di d2 sw dk I 2 I5
mm mm mm mm mm mm
2.845 4-40 3.500 2.700 2.35 56.000 7.000 18.000
3.505 6-32 4,000 3.000 2.85 56.000 8.000 20.000
4.166 8-32 4,500 3.400 3.50 63.000 8.000 21.000
4.826 10- 24 6.000 4.900 3.90 70.000 11.000 25.000
6.350 1/4 - 20 7.000 5.500 5.10 80.000 13.000 30.000
7.938 5/16 - 18 8.000 6.200 6.60 90.000 14.000 35.000
9.525 3/8-16 10.000 8.000 8.00 100.000 16.000 39.000

steam
76 c . tempered @ 2B

N 3
Catalogue no. 73323 - M - N S H Application
recommendations
° o o o page 10
e for blind holes
o flutes with appr. 40° right-hand helix
e chip evacuation in shank direction
e for universal application
o steel materials up to 1100 N/mm?
SW
N — B
kel °
L'_Z-
Is
1
Code no. d1 d2 SwW dk il 12 15
mm mm mm mm mm mm

12.700 1/2-13 9.000 7.000 10.80 110.000 20.000 49.000

15.875 5/8 - 11 12.000 9.000 13.50 110.000 24.000 53.000

19.050 3/4-10 14.000 11.000 16.50 125.000 25.000 62.000
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KiSTOCK

steam
tempered

S MBS ® | =
Catalogue no. 73297 M - N s H  Application
[

recommendations
fe) page 12

o for through holes

¢ with spiral point

e chip evacuation in feed direction
e acid resist./stainless steels

e tough, long-chipping materials
SW

d2
vV
d1

Code no. di d2 SW dk 1 12 15
mm mm mm mm mm mm
2.845 4-40 3.500 2.700 2.35 56.000 11.000 18.000
3.505 6-32 4.000 3.000 2.85 56.000 12.000 20.000
4.166 8-32 4.500 3.400 3.50 63.000 12.000 21.000
4.826 10 - 24 6.000 4.900 3.90 70.000 14.000 25.000
6.350 1/4 - 20 7.000 5.500 5.10 80.000 16.000 30.000
7.938 5/16 - 18 8.000 6.200 6.60 90.000 18.000 35.000
9.525 3/8 - 16 10.000 8.000 8.00 100.000 20.000 39.000

steam
T v | 5o B fesE sem | (R) | 2

3
Catalogue no. 73298 - M - N S H Application
recommendations
[ ] [e) page 12
o for through holes
* with spiral point
e chip evacuation in feed direction
e acid resist./stainless steels
¢ tough, long-chipping materials
SW
- 1
ko] je]
I2
s
l4
Code no. d1 d2 SwW dk il 12 15
mm mm mm mm mm mm

12.700 1/2-13 9.000 7.000 10.80 110.000 25.000 49.000

15.875 5/8 - 11 12.000 9.000 13.50 110.000 30.000 53.000

19.050 3/4-10 14.000 11.000 16.50 125.000 33.000 62.000

25.400 1-8 18.000 14.500 22.25 160.000 38.000 73.000
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KiSTOCK

t
=T ¢ oo © SR e ((RY e
Catalogue no. 73304 - M - N s H  Application
[

recommendations
fe) page 13

o for blind holes

o flutes with appr. 40° right-hand helix
e chip evacuation in shank direction

e acid resist./stainless steels

e tough, long-chipping materials

sw
N o I
© ©
L'_Z-
s |
4
Code no. di d2 sw dk I 2 I5
mm mm mm mm mm mm
2.845 4-40 3.500 2.700 2.35 56.000 7.000 18.000
3.505 6-32 4,000 3.000 2.85 56.000 8.000 20.000
4.166 8-32 4,500 3.400 3.50 63.000 8.000 21.000
4.826 10- 24 6.000 4.900 3.90 70.000 11.000 25.000
6.350 1/4 - 20 7.000 5.500 5.10 80.000 13.000 30.000
7.938 5/16 - 18 8.000 6.200 6.60 90.000 14.000 35.000
9.525 3/8-16 10.000 8.000 8.00 100.000 16.000 39.000

steam
76 c . tempered @ 2B

HD || 3
Catalogue no. 73305 - M - N S H Application
recommendations
° o page 13
e for blind holes
o flutes with appr. 40° right-hand helix
e chip evacuation in shank direction
e acid resist./stainless steels
¢ tough, long-chipping materials
SW
N — B
kel °
L'_Z-
Is
4
Code no. d1 d2 SwW dk il 12 15
mm mm mm mm mm mm

12.700 1/2-13 9.000 7.000 10.80 110.000 20.000 49.000

15.875 5/8 - 11 12.000 9.000 13.50 110.000 24.000 53.000

19.050 3/4-10 14.000 11.000 16.50 125.000 25.000 62.000
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KiSTOCK

Catalogue no. 73326

SW

d2
vV
d1

Code no. d1 d2 SwW
mm mm
4.166 8-32 4.500 3.400
4.826 10-24 6.000 4.900
6.350 1/4 - 20 7.000 5.500
7.938 5/16 - 18 8.000 6.200
9.525 3/8-16 10.000 8.000

Catalogue no. 73327

SW
5 > 5|
I
Is
I1

Code no. di d2 SW

mm mm
12.700 1/2-13 9.000 7.000
15.875 5/8 - 11 12.000 9.000
19.050 3/4-10 14.000 11.000

138

o5

ni-

c trided

o for through

and blind holes

®

K

e cast materials such as grey cast iron, malleable cast iron,
spheroidal graphite cast iron

dk
mm
3.50
3.90
5.10
6.60
8.00

1
mm
63.000
70.000
80.000
90.000
100.000

S H Application
recommendations
page 20
12 15
mm mm
12.000 21.000
14.000 25.000
16.000 30.000
18.000 35.000
20.000 39.000

GG || 376

ni-
C hsE o,

G

2B

3

e for through

page 20

M - N (] H Application
recommendations
°

and blind holes

e cast materials such as grey cast iron, malleable cast iron,
spheroidal graphite cast iron

dk

10.80
13.50
16.50

11
mm
110.000
110.000
125.000

12 15
mm mm
25.000 49.000
30.000 53.000
33.000 62.000



KiSTOCK

Al-
m ‘ N-X ‘ 371/374 B . TiZrN ‘@‘ ‘ 28X
Catalogue no. 53784 - M - N s H  Application
[ ] O O

recommendations

° o page 6

for through holes

with spiral point

chip evacuation in feed direction
for universal application

steel materials up to 1200 N/mm?
acid resist./stainless steels
non-ferrous metals

cast materials

SW P

Code no. di d2 SW dk 1 12 15
mm mm mm mm mm mm
2.184 2-64 2.800 2.100 1.85 45.000 9.000 14.500
2.845 4-48 3.500 2.700 2.40 56.000 10.000 18.000
3.505 6-40 4.000 3.000 2.95 56.000 11.000 20.000
4.166 8-36 4.500 3.400 3.50 63.000 12.000 21.000
4.826 10 - 32 6.000 4.900 4.10 70.000 14.000 25.000
5.486 12-28 6.000 4.900 4.60 80.000 16.000 30.000
6.350 1/4 - 28 7.000 5.500 5.50 80.000 16.000 30.000
7.938 5/16 - 24 8.000 6.200 6.90 90.000 17.000 35.000
9.525 3/8 - 24 10.000 8.000 8.50 90.000 18.000 35.000
11.113 7/16 - 20 8.000 6.200 9.90 100.000 22.000 42.000
12.700 1/2-20 9.000 7.000 11.50 100.000 20.000 40.000
14.288 9/16 - 18 11.000 9.000 12.90 100.000 22.000 40.000
15.875 5/8-18 12.000 9.000 14.50 100.000 22.000 44.000
19.050 3/4 -16 14.000 11.000 17.50 110.000 25.000 44.000
22.225 7/8 - 14 18.000 14.500 20.40 125.000 25.000 44.000
25.400 1-12 18.000 14.500 23.25 140.000 28.000 50.000
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KiSTOCK

i m—E TN R Gy
Catalogue no. 53785 - M - N s H  Application
[ ] O O

recommendations

° o page 8

for blind holes

flutes with appr. 45° right-hand helix
chip evacuation in shank direction
for universal application

steel materials up to 1200 N/mm?
acid resist./stainless steels
non-ferrous metals

cast materials

SW P

d2
d1

Code no. di d2 SW dk 1 12 15
mm mm mm mm mm mm
2.184 2-64 2.800 2.100 1.85 45.000 5.000 14.500
2.845 4-48 3.500 2.700 2.40 56.000 6.000 18.000
3.505 6-40 4.000 3.000 2.95 56.000 6.500 20.000
4.166 8-36 4.500 3.400 3.50 63.000 7.000 21.000
4.826 10 - 32 6.000 4.900 4.10 70.000 8.500 25.000
5.486 12-28 6.000 4.900 4.60 80.000 9.500 30.000
6.350 1/4 - 28 7.000 5.500 5.50 80.000 9.500 30.000
7.938 5/16 - 24 8.000 6.200 6.90 90.000 11.500 35.000
9.525 3/8 - 24 10.000 8.000 8.50 90.000 11.500 35.000
11.113 7/16 - 20 8.000 6.200 9.90 100.000 13.000 42.000
12.700 1/2-20 9.000 7.000 11.50 100.000 13.000 40.000
14.288 9/16 - 18 11.000 9.000 12.90 100.000 14.000 40.000
15.875 5/8-18 12.000 9.000 14.50 100.000 15.000 44.000
19.050 3/4 -16 14.000 11.000 17.50 110.000 16.000 44.000
22.225 7/8 - 14 18.000 14.500 20.40 125.000 19.000 44.000
25.400 1-12 18.000 14.500 23.25 140.000 22.000 50.000
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KiSTOCK

steam
tempered

—— NN N e |esE QL
Catalogue no. 73324 - M - N s H  Application
[ ) @) O O

recommendations
page 10

e for blind holes

o flutes with appr. 40° right-hand helix
e chip evacuation in shank direction

e for universal application

¢ steel materials up to 1100 N/mm?

SW
_ 1
o ©
I2
Is
1
Code no. di d2 SW dk il 12 15
mm mm mm mm mm mm

4.826 10 - 32 3.500 2.700 410 70.000 8.500 25.000
6.350 1/4 - 28 4.500 3.400 5.50 80.000 9.500 30.000
7.938 5/16 - 24 6.000 4.900 6.90 90.000 11.500 35.000
9.525 3/8 - 24 7.000 5.500 8.50 90.000 11.500 35.000
11.113 7/16 - 20 8.000 6.200 9.90 100.000 13.000 42.000
12.700 1/2 - 20 9.000 7.000 11.50 100.000 13.000 40.000
15.875 5/8-18 12.000 9.000 14.50 100.000 15.000 44.000
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KiSTOCK

t
e IR S
Catalogue no. 73299 M - N s H  Application
[

recommendations
fe) page 12

o for through holes

¢ with spiral point

e chip evacuation in feed direction
e acid resist./stainless steels

e tough, long-chipping materials

SW
N — [
e} I ©
I2
Is
I1
Code no. di d2 SW dk il 12 15
mm mm mm mm mm mm

4.826 10 - 32 3.500 2.700 410 70.000 14.000 25.000
6.350 1/4 - 28 4.500 3.400 5.50 80.000 16.000 30.000
9.525 3/8 - 24 7.000 5.500 8.50 90.000 18.000 35.000
15.875 5/8-18 12.000 9.000 14.50 100.000 22.000 44.000

steam
74 c . tempered @ 2B

HD || 3
Catalogue no. 73306 - M - N s H  Application
recommendations
° [e) page 13

e for blind holes

o flutes with appr. 40° right-hand helix
¢ chip evacuation in shank direction

e acid resist./stainless steels

* tough, long-chipping materials

SW
_ —
ko] o°
L'_z,
Is
l4
Code no. d1 d2 SW dk bl 12 15
mm mm mm mm mm mm

4.826 10-32 3.500 2.700 4.10 70.000 8.500 25.000
6.350 1/4 - 28 4.500 3.400 5.50 80.000 9.500 30.000
7.938 5/16 - 24 6.000 4.900 6.90 90.000 11.500 35.000
9.525 3/8-24 7.000 5.500 8.50 90.000 11.500 35.000
11.113 7/16 - 20 8.000 6.200 9.90 100.000 13.000 42.000
12.700 1/2 - 20 9.000 7.000 11.50 100.000 13.000 40.000
15.875 5/8 - 18 12.000 9.000 14.50 100.000 15.000 44.000
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KiSTOCK

Al-
TiZrN

A — x| sies| B hesE
Catalogue no. 53787 - M - N s H  Application
[ O O

)

recommendations

° o page 6

for through holes

with spiral point

chip evacuation in feed direction
for universal application

steel materials up to 1200 N/mm?

SW * acid resist./stainless steels
. ® non-ferrous metals
35 5 e cast materials
I2
Is
l4
Code no. d1 P d2 SW dk 1 12 15
G/inch mm mm mm mm mm mm
7.723 G1/16 28 6.000 4.900 6.80 90.000 18.000 30.000
9.728 G1/8 28 7.000 5.500 8.80 90.000 18.000 35.000
13.157 G1/4 19 11.000 9.000 11.80 100.000 20.000 40.000
16.662 G3/8 19 12.000 9.000 15.25 100.000 22.000 44.000
20.955 G1/2 14 16.000 12.000 19.00 125.000 25.000 44.000
22,911 G5/8 14 18.000 14.500 21.00 125.000 25.000 48.000
26.441 G3/4 14 20.000 16.000 24.50 140.000 28.000 53.000
30.201 G7/8 14 22.000 18.000 28.25 150.000 28.000 53.000
33.249 G1 11 25.000 20.000 30.75 160.000 30.000 56.000

143



KiSTOCK

e EENTNRIR x| srae]| © | HosE [rann (R
Catalogue no. 53788 - M - N s H  Application
[ O O

recommendations

° o page 8

for blind holes

flutes with appr. 45° right-hand helix
chip evacuation in shank direction
for universal application

steel materials up to 1200 N/mm?
acid resist./stainless steels

SW .
L ® non-ferrous metals
o) S e cast materials
L'_z,
Is
l4
Code no. di P d2 SW dk il 12 15
G/inch mm mm mm mm mm mm
7.723 G1/16 28 6.000 4.900 6.80 90.000 11.000 30.000
9.728 G1/8 28 7.000 5.500 8.80 90.000 11.000 35.000
13.157 G1/4 19 11.000 9.000 11.80 100.000 14.000 40.000
16.662 G3/8 19 12.000 9.000 15.25 100.000 14.000 44.000
20.955 G1/2 14 16.000 12.000 19.00 125.000 18.000 44.000
22.911 G5/8 14 18.000 14.500 21.00 125.000 18.000 48.000
26.441 G3/4 14 20.000 16.000 24.50 140.000 20.000 53.000
30.201 G7/8 14 22.000 18.000 28.25 150.000 22.000 53.000
33.249 G1 11 25.000 20.000 30.75 160.000 24.000 56.000
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KiSTOCK

] x| || E | Bsd lman (R
Catalogue no. 53775 - M - N s H  Application
[ O O

recommendations

° o page 8

for blind holes

flutes with appr. 45° right-hand helix

chip evacuation in shank direction

short chamfer for thread depths close to bottom of the hole
for universal application

steel materials up to 1200 N/mm?

acid resist./stainless steels

non-ferrous metals

cast materials

SW

[P

Code no. d1 P d2 SW dk 1 12 15
G/inch mm mm mm mm mm mm
7.723 G1/16 28 6.000 4.900 6.80 90.000 11.000 30.000
9.728 G1/8 28 7.000 5.500 8.80 90.000 11.000 35.000
13.157 G1/4 19 11.000 9.000 11.80 100.000 14.000 40.000
16.662 G3/8 19 12.000 9.000 15.25 100.000 14.000 44.000
20.955 G1/2 14 16.000 12.000 19.00 125.000 18.000 44.000
22.911 G5/8 14 18.000 14.500 21.00 125.000 18.000 48.000
26.441 G3/4 14 20.000 16.000 24.50 140.000 20.000 53.000
30.201 G7/8 14 22.000 18.000 28.25 150.000 22.000 53.000
33.249 G1 11 25.000 20.000 30.75 160.000 24.000 56.000
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KiSTOCK

steam
T i N ke B s e (R
Catalogue no. 73321 - M - N s H  Application
[ ) o O O

recommendations
page 10

for through holes

with spiral point

chip evacuation in feed direction
for universal application

steel materials up to 1100 N/mm?

SW
- 1
e} o
I2
Is
I1
Code no. d1 P d2 SW dk 1 12 15
G/inch mm mm mm mm mm mm

9.728 G1/8 28 7.000 5.500 8.80 90.000 18.000 35.000
13.157 G1/4 19 11.000 9.000 11.80 100.000 20.000 40.000
16.662 G3/8 19 12.000 9.000 15.25 100.000 22.000 44.000
20.955 G1/2 14 16.000 12.000 19.00 125.000 25.000 44.000
26.441 G3/4 14 20.000 16.000 24.50 140.000 28.000 53.000
33.249 G1 11 25.000 20.000 30.75 160.000 30.000 56.000

steam
| e— e NN N ok | © | SR seam (R

Catalogue no. 73325 - M - N s H  Application
recommendations
° o) o o page 10
e for blind holes
o flutes with appr. 40° right-hand helix
¢ chip evacuation in shank direction
e for universal application
e steel materials up to 1100 N/mm?
SW
N by I
kel °
I
Is
1
Code no. d1 P d2 SW dk 1 12 15
G/inch mm mm mm mm mm mm

9.728 G1/8 28 7.000 5.500 8.80 90.000 11.000 35.000

13.157 G1/4 19 11.000 9.000 11.80 100.000 14.000 40.000

16.662 G3/8 19 12.000 9.000 15.25 100.000 14.000 44.000

20.955 G1/2 14 16.000 12.000 19.00 125.000 18.000 44.000

26.441 G3/4 14 20.000 16.000 24.50 140.000 20.000 53.000

33.249 G1 11 25.000 20.000 30.75 160.000 24.000 56.000
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KiSTOCK

t
g == VA | G| B hesE | g (R
Catalogue no. 73300 - M - N s H  Application
[

recommendations
fe) page 12

o for through holes

¢ with spiral point

e chip evacuation in feed direction
e acid resist./stainless steels

e tough, long-chipping materials

SW
- 1
e} o
I2
Is
I1
Code no. d1 P d2 SW dk 1 12 15
G/inch mm mm mm mm mm mm

9.728 G1/8 28 7.000 5.500 8.80 90.000 18.000 35.000
13.157 G1/4 19 11.000 9.000 11.80 100.000 20.000 40.000
16.662 G3/8 19 12.000 9.000 15.25 100.000 22.000 44.000
20.955 G1/2 14 16.000 12.000 19.00 125.000 25.000 44.000
26.441 G3/4 14 20.000 16.000 24.50 140.000 28.000 53.000
33.249 G1 11 25.000 20.000 30.75 160.000 30.000 56.000

steam
TN TN o | |siks | C | HSSE e (R

Catalogue no. 73288 - M - N H  Application
recommendations
°

page 13

(7

o

e for blind holes

o flutes with appr. 40° right-hand helix
¢ chip evacuation in shank direction

e acid resist./stainless steels

* tough, long-chipping materials

SW
N by I
o kel
I
Is
l4
Code no. d1 P d2 SwW dk I 12 15
G/inch mm mm mm mm mm mm

9.728 G1/8 28 7.000 5.500 8.80 90.000 11.000 35.000
13.157 G1/4 19 11.000 9.000 11.80 100.000 14.000 40.000
16.662 G3/8 19 12.000 9.000 15.25 100.000 14.000 44.000
20.955 G1/2 14 16.000 12.000 19.00 125.000 18.000 44.000
26.441 G3/4 14 20.000 16.000 24.50 140.000 20.000 53.000
33.249 G1 11 25.000 20.000 30.75 160.000 24.000 56.000
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KiSTOCK

i —— NN N | ke | © | HSE ane (R
Catalogue no. 73286 - M - N s H  Application
(] O

recommendations
page 18

o for blind holes

o flutes with appr. 40° right-hand helix
e chip evacuation in shank direction

e general application

o steel to 800 N/mm?

SW
ol 2]
L'_z,
Is
4
Code no. d1 P d2 SW dk 1 12 15
G/inch mm mm mm mm mm mm
9.728 G1/8 28 7.000 5.500 8.80 90.000 11.000 35.000
13.157 G1/4 19 11.000 9.000 11.80 100.000 14.000 40.000
16.662 G3/8 19 12.000 9.000 15.25 100.000 14.000 44.000
20.955 G1/2 14 16.000 12.000 19.00 125.000 18.000 44.000
26.441 G3/4 14 20.000 16.000 24.50 140.000 20.000 53.000
33.249 G1 11 25.000 20.000 30.75 160.000 24.000 56.000
41.910 G11/4 11 32.000 24.000 39.50 170.000 25.000 57.000
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KiSTOCK

e ey oa gk [JesE L R
Catalogue no. 73345 - M - N s H  Application
[ ]

recommendations
page 20

¢ for through and blind holes

e cast materials such as grey cast iron, malleable cast iron,
spheroidal graphite cast iron

SW
- 1
e} o
I2
Is
I1
Code no. d1 P d2 SW dk 1 12 15
G/inch mm mm mm mm mm mm

9.728 G1/8 28 7.000 5.500 8.80 90.000 18.000 35.000
13.157 G1/4 19 11.000 9.000 11.80 100.000 20.000 40.000
16.662 G3/8 19 12.000 9.000 15.25 100.000 22.000 44.000
20.955 G1/2 14 16.000 12.000 19.00 125.000 25.000 44.000
26.441 G3/4 14 20.000 16.000 24.50 140.000 28.000 53.000
33.249 G1 11 25.000 20.000 30.75 160.000 30.000 56.000
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KiSTOCK

Al-

'&u ’—dl.l.l.lllllllli: ‘ N-X‘ 5156 B . TiZrN
Catalogue no. 53795 - M - N s H  Application
[ O O

)

recommendations

° o page 6

for universal application

chip evacuation in feed direction
with spiral point

for through holes

steel materials up to 1200 N/mm?

SW * acid resist./stainless steels
B ® non-ferrous metals
35 S| e cast materials
I2
Is
I1
Code no. d1 P d2 SW dk 1 12 15
G/inch mm mm mm mm mm mm
7.723 Rp1/16 28 6.000 4.900 6.55 90.000 18.000 30.000
9.728 Rp1/8 28 7.000 5.500 8.60 90.000 18.000 35.000
13.157 Rp1/4 19 11.000 9.000 11.50 100.000 20.000 40.000
16.662 Rp3/8 19 12.000 9.000 15.00 100.000 22.000 44.000
20.955 Rp1/2 14 16.000 12.000 18.50 125.000 25.000 44.000
26.441 Rp3/4 14 20.000 16.000 24.00 140.000 28.000 53.000
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KiSTOCK

] x| || © | Bsd [ran (R
Catalogue no. 53796 - M - N s H  Application
[ O O

recommendations

° o page 8

for universal application

chip evacuation in shank direction
flutes with appr. 45° right-hand helix
for blind holes

steel materials up to 1200 N/mm?
acid resist./stainless steels
non-ferrous metals

cast materials

SW

[P

Code no. d1 P d2 SW dk 1 12 15
G/inch mm mm mm mm mm mm
7.723 Rp1/16 28 6.000 4.900 6.55 90.000 11.000 30.000
9.728 Rp1/8 28 7.000 5.500 8.60 90.000 11.000 35.000
13.157 Rp1/4 19 11.000 9.000 11.50 100.000 14.000 40.000
16.662 Rp3/8 19 12.000 9.000 15.00 100.000 14.000 44.000
20.955 Rp1/2 14 16.000 12.000 18.50 125.000 18.000 44.000
26.441 Rp3/4 14 20.000 16.000 24.00 140.000 20.000 53.000
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KiSTOCK

S Al-
e o B hesE AR

Catalogue no. 53793 - M - N s H  Application
recommendations
° ° o o o page 6

for universal application

chip evacuation in feed direction
with spiral point

for through holes

steel materials up to 1200 N/mm?

SW * acid resist./stainless steels
. ® non-ferrous metals
35 5 e cast materials
I2
Is
l4
Code no. d1 P d2 SW dk 1 12 15
G/inch mm mm mm mm mm mm
3.175 W1/8 40 3.500 2.700 2.50 56.000 11.000 18.000
4.762 W3/16 24 6.000 4.900 3.60 70.000 14.000 25.000
6.350 W1/4 20 7.000 5.500 5.10 80.000 16.000 30.000
7.938 W5/16 18 8.000 6.200 6.50 90.000 18.000 35.000
9.525 W3/8 16 10.000 8.000 7.90 100.000 20.000 39.000
11.113 W7/16 14 8.000 6.200 9.20 100.000 22.000 42.000
12.700 W1/2 12 9.000 7.000 10.50 110.000 25.000 49.000
15.876 W5/8 11 12.000 9.000 13.50 110.000 30.000 53.000
22.226 W7/8 9 18.000 14.500 19.25 140.000 35.000 62.000
25.401 Wi 8 18.000 14.500 22.00 160.000 38.000 73.000
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KiSTOCK

;M ‘371 ‘ Cc . TiAIN-H ®

Catalogue no. 53794 - M - N s H  Application
recommendations
° ° o o o page 8

for universal application

chip evacuation in shank direction
flutes with appr. 45° right-hand helix
for blind holes

steel materials up to 1200 N/mm?
acid resist./stainless steels
non-ferrous metals

cast materials

SW

[P

Code no. d1 P d2 SW dk 1 12 15
G/inch mm mm mm mm mm mm
3.175 W1/8 40 3.500 2.700 2.50 56.000 7.000 18.000
4.762 W3/16 24 6.000 4.900 3.60 70.000 11.000 25.000
6.350 W1/4 20 7.000 5.500 5.10 80.000 13.000 30.000
7.938 W5/16 18 8.000 6.200 6.50 90.000 14.000 35.000
9.525 W3/8 16 10.000 8.000 7.90 100.000 16.000 39.000
11.113 W7/16 14 8.000 6.200 9.20 100.000 18.000 42.000
12.700 W1/2 12 9.000 7.000 10.50 110.000 20.000 49.000
15.876 W5/8 11 12.000 9.000 13.50 110.000 24.000 53.000
22.226 W7/8 9 18.000 14.500 19.25 140.000 28.000 62.000
25.401 Wi 8 18.000 14.500 22.00 160.000 32.000 73.000
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KiSTOCK

recommendations
o page 12

steam
SR ] A | © | fSE e, R
O

Catalogue no. 73293 - M N s H  Application
(@) [

o for blind holes

o flutes with appr. 25° right-hand helix
o for thread depths up to 2xD

e chip evacuation in shank direction

SW
N — B
ko] kel
L'_Z-
Is
l4
Code no. d1 P d2 SW dk 1 12 15
G/inch mm mm mm mm mm mm

10.620 1/8 27 11.000 9.000 8.50 90.000 15.000 29.000
14.140 1/4 18 14.000 11.000 11.20 100.000 21.000 40.000
17.570 3/8 18 16.000 12.000 14.40 110.000 21.000 35.000
21.900 1/2 14 18.000 14.500 18.00 125.000 27.000 44.000
27.230 3/4 14 22.000 18.000 23.40 140.000 27.000 52.000
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KiSTOCK

bright

)

- e d—-
e e © s
Catalogue no. 73295 - M - N s H  Application
[ ) O O

recommendations
page 21

¢ for through and blind holes

o for thread depths up to 1xD

e for universal application

e steel materials up to 1100 N/mm?

SW
::::::::::*:: .‘O_
ol I
Is
I1

Code no. d1 P d2 SwW dk il 12 15

G/inch mm mm mm mm mm mm
8.190 1/16 27 6.000 4.900 6.15 56.000 14.000 27.000
10.620 1/8 27 7.000 5.500 8.40 63.000 15.000 29.000
14.140 1/4 18 11.000 9.000 11.10 63.000 21.000 33.000
17.570 3/8 18 12.000 9.000 14.30 70.000 21.000 35.000
21.900 1/2 14 16.000 12.000 17.90 80.000 27.000 41.000
27.230 3/4 14 20.000 16.000 23.30 100.000 27.000 42.000
34.180 1 11 25.000 20.000 29.00 110.000 32.000 53.000
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40432 B
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- B o[
Catalogue no. 73296 - M - N s H  Application
[ ) O O

recommendations
page 21

e for through holes

¢ with spiral point

e chip evacuation in feed direction
e for universal application

e steel materials up to 1100 N/mm?

SW
5 I 5
[P
l4
Code no. di P d2 SW dk I 12
G/inch mm mm mm mm mm
12.500 PG7 20 9.000 7.000 11.40 70.000 22.000
15.200 PG9 18 12.000 9.000 14.00 70.000 22.000
18.600 PG11 18 14.000 11.000 17.30 80.000 22.000
20.400 PG13.5 18 16.000 12.000 19.00 80.000 22.000
22.500 PG16 18 18.000 14.500 21.30 80.000 22.000
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Catalogue no. 73243

SW

do

TTTTT

el

T

d1

M3
M3,5
M4
M5
M6
M8
M10
M12
M14
M16
M18

mm
0.500
0.600
0.700
0.800
1.000
1.250
1.500
1.750
2.000
2.000
2.500

d2

2.200
2.500
2.800
3.500
4.500
6.000
7.000
9.000
11.000
12.000
14.000

KiSTOCK

SW
mm
1.800
2.100
2.100
2.700
3.400
4.900
5.500
7.000
9.000
9.000
11.000

bright ‘@

ISOZ/GH‘

TR om KON s
® O e e

o for through holes

o for nuts with thread depths up to 1xD
e chamfer lead appr. 20 threads

dk

2.50
2.90
3.30
4.20
5.00
6.80
8.50
10.20
12.00
14.00
15.50

1
mm
70.000
80.000
90.000
100.000
110.000
125.000
140.000
180.000
200.000
200.000
220.000

Application

recommendations

page 21

15
mm
30.000
31.000
33.000
38.000
44.000
61.000
85.000
120.000
130.000
145.000
155.000
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Catalogue no. 73248

Sw P
| Is
\|1 T

d1 P Code no. d2

mm mm
M3 0.500 3.000 3.500
M4 0.700 4.000 4.500
M5 0.800 5.000 6.000
M6 1.000 6.000 6.000
M8 1.250 8.000 6.000
M10 1.500 10.000 7.000
M12 1.750 12.000 9.000
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KiSTOCK

|~

R ™
(] O

d3

2.500
3.300
4.200
5.000
6.800
8.500

wnll| D . bright
KN
(] [ ]
o for through holes
o steel to 800 N/mm?
SW il
mm mm
2.700 62.000
3.400 66.000
4.900 75.000
4.900 81.000
4.900 93.000
5.500 99.000
7.000 106.000

10.200

Q

S

1SO2/6H

H

mm
11.000
10.000
12.000
14.000
20.000
22.000
25.000

Application
recommendations
page 21



KiSTOCK

1SO2/6H

‘ N ‘ 352 A/D/C . bright ‘@
recommendations
) )

) o page 21

Mm...n....._i
AR R ARE,

e s

Catalogue no. 73531

for through and blind holes

tap set, straight-fluted, specially for manual use but also for machine appli-
cation

first taper and second tap with different outside and flank diameters
the bottoming tap can be used as a short machine tap
first tap 73101

sSW P$n¢ e second tap 73102
® bottoming tap 73103
35 I s
LL,
l4
d1 P d2 SwW dk bl 12
mm mm mm mm mm mm

M1,2 0.250 2.500 2.100 0.95 32.000 5.500
M1,4 0.300 2.500 2.100 1.10 32.000 7.000
M1,6 0.350 2.500 2.100 1.25 32.000 8.000
M1,7 0.350 2.500 2.100 1.35 32.000 8.000
M2,3 0.400 2.800 2.100 1.90 36.000 9.000
M2 0.400 2.800 2.100 1.60 36.000 8.000
M2,6 0.450 2.800 2.100 2.15 40.000 9.000
M3 0.500 3.500 2.700 2.50 40.000 10.000
M3,5 0.600 4.000 3.000 2.90 45.000 12.000
M4 0.700 4.500 3.400 3.30 45.000 12.000
M4,5 0.750 6.000 4.900 3.70 50.000 14.000
M5 0.800 6.000 4.900 4.20 50.000 14.000
Mé 1.000 6.000 4.900 5.00 56.000 16.000
M7 1.000 6.000 4.900 6.00 56.000 16.000
M8 1.250 6.000 4.900 6.80 63.000 17.000
M10 1.500 7.000 5.500 8.50 70.000 20.000
M12 1.750 9.000 7.000 10.20 75.000 24.000
M16 2.000 12.000 9.000 14.00 80.000 26.000
M18 2.500 14.000 11.000 15.50 95.000 30.000
M20 2.500 16.000 12.000 17.50 95.000 32.000

159



il
3 T 5
LL,
l4

di P
mm
M4 0.700
M6 1.000
ms 1.250
M10 1.500
M12 1.750
M14 2.000
M16 2.000

160

d2
mm
4.500
6.000
6.000
7.000
9.000
11.000
12.000

KiSTOCK

1ISO2/6H

N ‘ 352 | |A/DIC . bright ‘@

recommendations
° o

SW

3.400
4.900
4.900
5.500
7.000
9.000
9.000

[ ] ° page 21

for through and blind holes

tap set, straight-fluted, specially for manual use but also for machine appli-
cation

first taper and second tap with different outside and flank diameters
the bottoming tap can be used as a short machine tap
first tap 73105

second tap 73106
bottoming tap 73107
dk I 12

mm mm mm
3.30 45.000 12.000
5.00 56.000 16.000
6.80 63.000 17.000
8.50 70.000 20.000
10.20 75.000 24.000
12.00 80.000 26.000
14.00 80.000 26.000



KiSTOCK

w ‘ N ‘ 2181 D/C . bright ‘@ 1S02/6H
- M - N S H Application
o e}

recommendations
[ ] ° page 21

iuuuus

Catalogue no. 73521 ¢ tap set, straight-fluted, specially for manual use but also for machine appli-

e for through and blind holes

cation
¢ the bottoming tap can be used as a short machine tap
o first tap 73110
® bottoming tap 73111

SW
S AELAALARARRAR [
I .
l4
Code no. d1 d2 SwW dk 1 12
mm mm mm mm mm
5.003 M5 x 0,5 6.000 4.900 4.50 50.000 11.000
6.004 M6 x 0,75 6.000 4.900 5.20 56.000 12.000
10.006 M10x 1,25 7.000 5.500 8.80 63.000 20.000
11.005 M11 x 1 8.000 6.200 10.00 63.000 18.000
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KiSTOCK

‘ N ‘ 352 | A/DIC . bright ‘@H 2B
recommendations
° o

) o page 21

Mm...n....._i
AR R ARE,

e s

Catalogue no. 73535

for through and blind holes

tap set, straight-fluted, specially for manual use but also for machine appli-
cation

first taper and second tap with different outside and flank diameters
the bottoming tap can be used as a short machine tap
first tap 73301

SwW e second tap 73302
® bottoming tap 73303
S JERRRNRRARARNAA S
I
l4
Code no. d1 d2 SwW dk il 12
mm mm mm mm mm
3.175 5-40 3.500 2.700 2.65 40.000 11.000
3.505 6-32 4.000 3.000 2.85 45.000 12.000
4.166 8-32 4.500 3.400 3.50 45.000 12.000
6.350 1/4 - 20 6.000 4.900 5.10 56.000 16.000
7.938 5/16 - 18 6.000 4.900 6.60 63.000 18.000
9.525 3/8-16 7.000 5.500 8.00 70.000 20.000
11.113 7/16 - 14 8.000 6.200 9.40 70.000 22.000
12.700 1/2-13 9.000 7.000 10.80 75.000 25.000
15.875 5/8 - 11 12.000 9.000 13.50 80.000 30.000
19.050 3/4-10 14.000 11.000 16.50 95.000 33.000
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KiSTOCK

‘ N ‘ 350 | [A/DIC . bright ‘@‘
recommendations
° o

[ ] ° page 21

for through and blind holes

tap set, straight-fluted, specially for manual use but also for machine appli-
cation

first taper and second tap with different outside and flank diameters
the bottoming tap can be used as a short machine tap
first tap 73311

Catalogue no. 73534

SwW e second tap 73312
® bottoming tap 73313
S IRARUARARARARY/ S
-2 _
l4
Code no. d1 d2 SW dk I 12
mm mm mm mm mm
3.175 W1/8 3.500 2.700 2.50 40.000 11.000
3.969 W5/32 4.500 3.400 3.20 45.000 12.000
4.762 W3/16 6.000 4.900 3.60 50.000 14.000
11.113 W7/16 8.000 6.200 9.20 70.000 22.000
14.287 W9/16 11.000 9.000 12.00 80.000 28.000
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KiSTOCK

371/376|

E . P c i (R nes

Catalogue no. 53630 - M - N s H  Application
[ ] [ ) O

recommendations

° ° page 22

for through and blind holes

steel materials of up to 1200 N/mm?
acid resist./stainless steels
malleable cast materials

malleable non-ferrous metals

SW S e special alloys
l4
d1 P d2 SW dk bl 12 15
mm mm mm mm mm mm mm
M1 0.250 2.500 2.100 0.90 40.000 4.000 4.000
M1,2 0.250 2.500 2.100 1.10 40.000 4.800 4.800
M1,4 0.300 2.500 2.100 1.25 40.000 5.600 5.600
M1,6 0.350 2.500 2.100 1.45 40.000 6.400 6.400
M1,7 0.350 2.500 2.100 1.55 40.000 6.800 6.800
M1,8 0.350 2.500 2.100 1.65 40.000 7.300 7.300
M2 0.400 2.800 2.100 1.85 45.000 8.000 13.500
M2,5 0.450 2.800 2.100 2.30 50.000 9.000 14.500
M3 0.500 3.500 2.700 2.80 56.000 10.000 18.000
M3,5 0.600 4.000 3.000 3.25 56.000 12.000 20.000
M4 0.700 4.500 3.400 3.70 63.000 12.000 21.000
M4,5 0.750 6.000 4.900 4.20 70.000 14.000 25.000
M5 0.800 6.000 4.900 4.65 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.55 80.000 16.000 30.000
M7 1.000 7.000 5.500 6.55 80.000 16.000 30.000
M8 1.250 8.000 6.200 7.40 90.000 17.000 35.000
M9 1.250 9.000 7.000 8.40 90.000 17.000 35.000
M10 1.500 10.000 8.000 9.30 100.000 20.000 39.000
M11 1.500 8.000 6.200 10.30 100.000 20.000 42.000
M12 1.750 9.000 7.000 11.20 110.000 24.000 49.000
M14 2.000 11.000 9.000 13.10 110.000 26.000 53.000
M16 2.000 12.000 9.000 15.10 110.000 26.000 54.000
M20 2.500 16.000 12.000 18.90 140.000 32.000 62.000

164



KiSTOCK

A ———— ‘NX‘ ararel | © . TiCN ® 6HX
Catalogue no. 53610 - - s H  Application
recommendations
° page 22
¢ for through and blind holes
¢ steel materials of up to 1200 N/mm?
® acid resist./stainless steels
¢ malleable cast materials
¢ malleable non-ferrous metals
SW S e special alloys
77777777777777 =“'|m“m““nnm'} — I ° radlal COOIant eXIt
””””””” M) V%Y ©
I
Is
l4
d1 P d2 SwW dk il 12 15
mm mm mm mm mm mm mm
M5 0.800 6.000 4.900 4.65 70.000 8.500 25.000
M6 1.000 6.000 4.900 5.55 80.000 11.000 30.000
M8 1.250 8.000 6.200 7.40 90.000 14.000 35.000
M10 1.500 10.000 8.000 9.30 100.000 16.000 39.000
M12 1.750 9.000 7.000 11.20 110.000 18.500 49.000
M14 2.000 11.000 9.000 13.10 110.000 20.000 53.000
M16 2.000 12.000 9.000 15.10 110.000 20.000 54.000
M20 2.500 16.000 12.000 18.90 140.000 25.000 62.000

h—_ﬂ a71/376 E . TiCN ® 6HX
Catalogue no. 53618 - - N S H  Application
recommendations

° page 22

for through and blind holes

steel materials of up to 1200 N/mm?
acid resist./stainless steels
malleable cast materials

malleable non-ferrous metals

SW N special alloys
© ¢ with internal coolant duct = M5
itttk A e short chamfer for thread depths close to bottom of the hole
1
d1 P d2 SwW dk 1 12 15
mm mm mm mm mm mm mm
M2 0.400 2.800 2.100 1.85 45.000 8.000 13.500
M2,5 0.450 2.800 2.100 2.30 50.000 9.000 14.500
M3 0.500 3.500 2.700 2.80 56.000 10.000 18.000
M4 0.700 4.500 3.400 3.70 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.65 70.000 8.500 25.000
M6 1.000 6.000 4.900 5155 80.000 11.000 30.000
M8 1.250 8.000 6.200 7.40 90.000 14.000 35.000
M10 1.500 10.000 8.000 9.30 100.000 16.000 39.000
M12 1.750 9.000 7.000 11.20 110.000 18.500 49.000
M14 2.000 11.000 9.000 13.10 110.000 20.000 53.000
M16 2.000 12.000 9.000 15.10 110.000 20.000 54.000
M20 2.500 16.000 12.000 18.90 140.000 25.000 62.000
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KiSTOCK

- e x| o | € mien | (R | 6o

Catalogue no. 53631 - M - N s H  Application

recommendations
° ° ° o ° page 22

for through and blind holes

steel materials of up to 1200 N/mm?
acid resist./stainless steels
malleable cast materials

malleable non-ferrous metals

SW S e special alloys
l4
d1 P d2 SW dk bl 12 15
mm mm mm mm mm mm mm

M2 0.400 2.800 2.100 1.85 45.000 8.000 13.500
M2,5 0.450 2.800 2.100 2.30 50.000 9.000 14.500
M3 0.500 3.500 2.700 2.80 56.000 10.000 18.000
M4 0.700 4.500 3.400 3.70 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.65 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.55 80.000 16.000 30.000
M8 1.250 8.000 6.200 7.40 90.000 17.000 35.000
M10 1.500 10.000 8.000 9.30 100.000 20.000 39.000
M12 1.750 9.000 7.000 11.20 110.000 24.000 49.000
M14 2.000 11.000 9.000 13.10 110.000 26.000 53.000
M16 2.000 12.000 9.000 15.10 110.000 26.000 54.000
M20 2.500 16.000 12.000 18.90 140.000 32.000 62.000
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KiSTOCK

e ———— e S I
Catalogue no. 73120 - M - N s H  Application
(@) @)

recommendations
o fe) page 24

¢ for through and blind holes

o for large thread depths

e for universal application

e steel materials up to 1000 N/mm?
® acid resist./stainless steels

e tough, long-chipping materials

— 7
T = B
1
di P d2 SwW dk il 12 15
mm mm mm mm mm mm mm

M3 0.500 3.500 2.700 2.80 56.000 10.000 18.000
M3,5 0.600 4.000 3.000 3.25 56.000 12.000 20.000
M4 0.700 4.500 3.400 3.70 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.65 70.000 14.000 25.000
Mé 1.000 6.000 4.900 5.55 80.000 16.000 30.000
M8 1.250 8.000 6.200 7.40 90.000 17.000 35.000
M10 1.500 10.000 8.000 9.30 100.000 20.000 39.000
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Catalogue no. 63120 - M - N s H  Application
[ ) [ O

recommendations
° page 24
¢ for through and blind holes
o for large thread depths
e for universal application
e steel materials up to 1000 N/mm?
® acid resist./stainless steels

SW 8 * tough, long-chipping materials
1
d1 P d2 SwW dk 1 12 15
mm mm mm mm mm mm mm
M3 0.500 3.500 2.700 2.80 56.000 10.000 18.000
M4 0.700 4.500 3.400 3.70 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.65 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.55 80.000 16.000 30.000
M8 1.250 8.000 6.200 7.40 90.000 17.000 35.000
M10 1.500 10.000 8.000 9.30 100.000 20.000 39.000

i —— ) o | C HSE v (R enx

Catalogue no. 63122 - M - N s H  Application
recommendations
° ° o page 24

e for through and blind holes

e for large thread depths

¢ for universal application

e steel materials up to 1000 N/mm?
® acid resist./stainless steels

¢ tough, long-chipping materials

SW o P
o |
°
I
Is
1
d1 P d2 SW dk bl 12 15
mm mm mm mm mm mm mm
M12 1.750 9.000 7.000 11.20 110.000 24.000 49.000
M14 2.000 11.000 9.000 13.10 110.000 26.000 53.000
M16 2.000 12.000 9.000 15.10 110.000 26.000 54.000
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KiSTOCK

[ E—— ol o [RR A R e
Catalogue no. 53620 - M - N s H  Application
[ )

recommendations
page 24

¢ for through and blind holes

o for large thread depths

e for universal application

e steel materials up to 1000 N/mm?
e tough, long-chipping materials

SW N
©
1
d1 P d2 SW dk bl 12 15
mm mm mm mm mm mm mm
M3 0.500 3.500 2.700 2.80 56.000 10.000 18.000
M4 0.700 4.500 3.400 3.70 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.65 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.55 80.000 16.000 30.000
M8 1.250 8.000 6.200 7.40 90.000 17.000 35.000
M10 1.500 10.000 8.000 9.30 100.000 20.000 39.000

L EQIES

[ SE——

3
Catalogue no. 53622 - M - N s H  Application
recommendations
° page 24

e for through and blind holes

e for large thread depths

¢ for universal application

e steel materials up to 1000 N/mm?
* tough, long-chipping materials

SW o P
o |
°
I
Is
1
d1 P d2 SW dk bl 12 15
mm mm mm mm mm mm mm

M12 1.750 9.000 7.000 11.20 110.000 24.000 49.000
M14 2.000 11.000 9.000 13.10 110.000 26.000 53.000
M16 2.000 12.000 9.000 15.10 110.000 26.000 54.000
M20 2.500 16.000 12.000 18.90 140.000 32.000 62.000

169



[ S——

Catalogue no. 63013

d1

W g P
,,,,,,,,,,,,,, S
””””””””” ez

I2
Is
l4
d1 P
mm
M3 0.500
M4 0.700
M5 0.800
M6 1.000
M8 1.250
M10 1.500

170

d2

3.500

4.500

6.000

6.000

8.000
10.000

KiSTOCK

SW
mm
2.700
3.400
4.900
4.900
6.200
8.000

‘ ‘ 371 C . TiCN @ 6HX
VRN m KN N s
(] [ ] O [ ] [ ]

¢ for through and blind holes

o for large thread depths

e for universal application

e radial coolant exit

e steel materials up to 1000 N/mm?

® acid resist./stainless steels

¢ tough, long-chipping materials
dk 1 12
mm mm mm
2.80 56.000 6.000
3.70 63.000 7.500
4.65 70.000 8.500
5.55 80.000 11.000
7.40 90.000 14.000
9.30 100.000 16.000

Application
recommendations
page 24

mm
18.000
21.000
25.000
30.000
35.000
39.000
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Catalogue no. 63119 - M - N s H  Application
[} [ ] O

recommendations
° page 24
¢ for through and blind holes
o for large thread depths
e for universal application
e steel materials up to 1000 N/mm?
® acid resist./stainless steels

SW 8 * tough, long-chipping materials
1
d1 P d2 SwW dk 1 12 15
mm mm mm mm mm mm mm
M3 0.500 3.500 2.700 2.80 56.000 10.000 18.000
M4 0.700 4.500 3.400 3.70 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.65 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.55 80.000 16.000 30.000
M8 1.250 8.000 6.200 7.40 90.000 17.000 35.000
M10 1.500 10.000 8.000 9.30 100.000 20.000 39.000

2o [ & [ sox

3
Catalogue no. 53621 - M - N s H  Application
recommendations
° page 24

e for through and blind holes

e for large thread depths

¢ for universal application

e steel materials up to 1000 N/mm?
e acid resist./stainless steels

SW

K ¢ tough, long-chipping materials
1
di P d2 SwW dk 1 2 15
mm mm mm mm mm mm mm
M3 0.500 3.500 2.700 2.80 56.000 10.000 18.000
M4 0.700 4.500 3.400 3.70 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.65 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.55 80.000 16.000 30.000
M8 1.250 8.000 6.200 7.40 90.000 17.000 35.000
M10 1.500 10.000 8.000 9.30 100.000 20.000 39.000
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recommendations
° page 22

for through and blind holes

steel materials of up to 1200 N/mm?
acid resist./stainless steels
malleable cast materials

malleable non-ferrous metals
special alloys

SW

N
o |
o
I2
Is
l4
Code no. di d2 SW dk il 12 15
mm mm mm mm mm mm
3.002 M3 x 0,35 2.200 1.800 2.85 56.000 7.000 18.000
4.002 M4 x 0,35 2.800 2.100 3.85 63.000 8.000 21.000
4.003 M4 x 0,5 2.800 2.100 3.80 63.000 8.000 21.000
5.003 M5 x 0,5 3.500 2.700 4.80 70.000 10.000 25.000
6.003 M6 x 0,5 4.500 3.400 5.75 80.000 13.000 30.000
6.004 M6 x 0,75 4.500 3.400 5.65 80.000 13.000 30.000
8.004 M8 x 0,75 6.000 4.900 7.65 80.000 14.000 30.000
8.005 M8 x 1 6.000 4.900 7.55 90.000 17.000 35.000
9.005 M9 x 1 7.000 5.500 8.55 90.000 16.000 35.000
10.004 M10 x 0,75 7.000 5.500 9.65 90.000 16.000 35.000
10.005 M10 x 1 7.000 5.500 9.55 90.000 16.000 35.000
10.006 M10 x 1,25 7.000 5.500 9.40 100.000 20.000 39.000
11.005 M11 x 1 8.000 6.200 10.55 90.000 20.000 33.000
12.005 M12 x 1 9.000 7.000 11.55 100.000 20.000 40.000
12.006 M12 x 1,25 9.000 7.000 11.40 100.000 20.000 40.000
12.007 M12 x 1,5 9.000 7.000 11.30 100.000 20.000 40.000
14.005 M14 x 1 11.000 9.000 13.55 100.000 20.000 40.000
14.006 M14 x 1,25 11.000 9.000 13.40 100.000 20.000 40.000
14.007 M14 x1,5 11.000 9.000 13.30 100.000 20.000 40.000
16.005 M16 x 1 12.000 9.000 15.55 100.000 22.000 44.000
16.007 M16x 1,5 12.000 9.000 15.30 100.000 22.000 44.000
18.005 M18 x 1 14.000 11.000 17.55 110.000 25.000 44.000
18.007 M18 x 1,5 14.000 11.000 17.30 110.000 25.000 44.000
18.008 M18 x 2 14.000 11.000 17.10 125.000 30.000 58.000
20.005 M20 x 1 16.000 12.000 19.55 125.000 25.000 44.000
20.007 M20 x 1,5 16.000 12.000 19.30 125.000 25.000 44.000
20.008 M20 x 2 16.000 12.000 19.10 140.000 32.000 60.000
22.005 M22 x 1 18.000 14.500 21.55 125.000 25.000 44.000
22.007 M22 x 1,5 18.000 14.500 21.30 125.000 25.000 44.000
22.008 M22 x 2 18.000 14.500 21.10 140.000 32.000 62.000
24.005 M24 x 1 18.000 14.500 23.55 140.000 28.000 48.000
24.007 M24 x 1,5 18.000 14.500 23.30 140.000 28.000 48.000
24.008 M24 x 2 18.000 14.500 23.10 140.000 28.000 48.000
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Catalogue no. 53612 - M - N s H  Application
[ ) [ [ )] O

recommendations
° page 22

for through and blind holes

steel materials of up to 1200 N/mm?
acid resist./stainless steels
malleable cast materials

malleable non-ferrous metals
special alloys

Sw tol = | e radial coolant exit
- 5
l2
Is
l4
Code no. d1 d2 SwW dk il 12 15
mm mm mm mm mm mm
8.005 M8 x 1 6.000 4.900 7.55 90.000 11.000 35.000
10.005 M10 x 1 7.000 5.500 9.55 90.000 11.000 35.000
10.006 M10 x 1,25 7.000 5.500 9.40 100.000 14.000 39.000
12.006 M12 x 1,25 9.000 7.000 11.40 100.000 16.000 40.000
12.007 M12x 1,5 9.000 7.000 11.30 100.000 16.000 40.000
14.006 M14 x 1,25 11.000 9.000 13.40 100.000 15.000 40.000
14.007 M14 x 1,5 11.000 9.000 13.30 100.000 15.000 40.000
16.007 M16 x 1,5 12.000 9.000 15.30 100.000 15.000 44.000
20.007 M20 x 1,5 16.000 12.000 19.30 125.000 16.000 44.000

_ =

74 E . TiCN ® 6HX

N-X || 3
Catalogue no. 53619 - M - N S H Application
recommendations
° ° ° o ° page 22

for through and blind holes

steel materials of up to 1200 N/mm?
acid resist./stainless steels
malleable cast materials

malleable non-ferrous metals
special alloys

with axial coolant duct

NONIYEREE

ll“l‘“““llw_la °
l2
Is
1
Code no. di d2 SW dk bl 12 15
mm mm mm mm mm mm
8.005 M8 x 1 6.000 4.900 7.55 90.000 11.000 35.000
10.005 M10 x 1 7.000 5.500 9.55 90.000 11.000 35.000
10.006 M10x 1,25 7.000 5.500 9.40 100.000 14.000 39.000
12.006 M12 x 1,25 9.000 7.000 11.40 100.000 16.000 40.000
12.007 M12x 1,5 9.000 7.000 11.30 100.000 16.000 40.000
14.006 M14 x 1,25 11.000 9.000 13.40 100.000 15.000 40.000
14.007 M14x1,5 11.000 9.000 13.30 100.000 15.000 40.000
16.007 M16 x 1,5 12.000 9.000 15.30 100.000 15.000 44.000
20.007 M20 x 1,5 16.000 12.000 19.30 125.000 16.000 44.000
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recommendations

° page 24

for through and blind holes

steel materials of up to 1200 N/mm?
acid resist./stainless steels
malleable cast materials

malleable non-ferrous metals
special alloys

SW

N
o |
°
I2
Is
1
Code no. di d2 SW dk il 12 15

mm mm mm mm mm mm
8.005 M8 x 1 6.000 4.900 7.55 90.000 17.000 35.000
10.005 M10 x 1 7.000 5.500 9.55 90.000 16.000 35.000
10.006 M10 x 1,25 7.000 5.500 9.40 100.000 20.000 39.000
12.005 M12 x 1 9.000 7.000 11.55 100.000 20.000 40.000
12.007 M12x 1,5 9.000 7.000 11.30 100.000 20.000 40.000
14.007 M14 x 1,5 11.000 9.000 13.30 100.000 20.000 40.000
16.007 M16x 1,5 12.000 9.000 15.30 100.000 22.000 44.000
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Catalogue no. 53633 - M - N s H  Application

recommendations
° ° ° o ° page 22

for through and blind holes

steel materials of up to 1200 N/mm?
acid resist./stainless steels
malleable cast materials

malleable non-ferrous metals

SW S e special alloys
l4
Code no. di d2 SW dk il 12 15
mm mm mm mm mm mm
2.845 4-40 3.500 2.700 2.55 56.000 11.000 18.000
3.505 6 -32 4.000 3.000 3.15 56.000 12.000 20.000
4.166 8-32 4.500 3.400 3.80 63.000 12.000 21.000
4.826 10-24 6.000 4.900 4.35 70.000 14.000 25.000
5.486 12-24 6.000 4.900 5.00 80.000 16.000 30.000
6.350 1/4 - 20 7.000 5.500 5.75 80.000 16.000 30.000
7.938 5/16 - 18 8.000 6.200 7.30 90.000 18.000 35.000
9.525 3/8 - 16 10.000 8.000 8.80 90.000 20.000 35.000
11.113 7/16 - 14 8.000 6.200 10.30 100.000 22.000 42.000
12.700 1/2-13 9.000 7.000 11.80 100.000 25.000 40.000
14.288 9/16 - 12 11.000 9.000 13.30 100.000 28.000 40.000
15.875 5/8 - 11 12.000 9.000 14.80 100.000 30.000 44.000
19.050 3/4 -10 14.000 11.000 17.90 110.000 33.000 44.000
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Catalogue no. 53634 - M - N s H  Application

recommendations
° ° ° o ° page 22

for through and blind holes

steel materials of up to 1200 N/mm?
acid resist./stainless steels
malleable cast materials

malleable non-ferrous metals

SW S e special alloys
l4
Code no. di d2 SW dk il 12 15
mm mm mm mm mm mm
2.845 4-48 3.500 2.700 2.60 56.000 10.000 18.000
3.505 6-40 4.000 3.000 3.20 56.000 11.000 20.000
4.166 8 - 36 4.500 3.400 3.85 63.000 12.000 21.000
4.826 10- 32 6.000 4.900 4.45 70.000 14.000 25.000
5.486 12-28 6.000 4.900 5.10 80.000 16.000 30.000
6.350 1/4 - 28 7.000 5.500 5.95 80.000 16.000 30.000
7.938 5/16 - 24 8.000 6.200 7.45 90.000 18.000 35.000
9.525 3/8 -24 10.000 8.000 9.05 100.000 18.000 39.000
11.113 7/16 - 20 8.000 6.200 10.55 100.000 22.000 42.000
12.700 1/2 - 20 9.000 7.000 12.10 100.000 20.000 40.000
14.288 9/16 - 18 11.000 9.000 13.65 100.000 22.000 40.000
15.875 5/8 - 18 12.000 9.000 15.25 100.000 22.000 44.000
19.050 3/4 - 16 14.000 11.000 18.35 110.000 25.000 44.000
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Catalogue no. 53635 - M - N s H  Application

recommendations
° ° ° o ° page 22

for through and blind holes

steel materials of up to 1200 N/mm?
acid resist./stainless steels
malleable cast materials

malleable non-ferrous metals

sw N p ¢ special alloys
ke) L
°
I2
s
l4
Code no. d1 P d2 SwW dk il 12 15
G/inch mm mm mm mm mm mm
9.728 G1/8 28 7.000 5.500 9.30 90.000 18.000 35.000
13.157 G1/4 19 11.000 9.000 12.50 100.000 20.000 40.000
16.662 G3/8 19 12.000 9.000 16.00 100.000 22.000 44.000
20.955 G1/2 14 16.000 12.000 20.00 125.000 25.000 44.000
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recommendations
page 24

¢ for through and blind holes

o for large thread depths

e for universal application

e steel materials up to 1000 N/mm?
® acid resist./stainless steels

SW 3 =] e tough, long-chipping materials
°
-2
Is
1
di P d2 SW dk il 12 15
mm mm mm mm mm mm mm
M2 0.400 2.800 2.100 1.85 45.000 8.000 13.500
M3 0.500 3.500 2.700 2.80 56.000 10.000 18.000
M4 0.700 4.500 3.400 3.70 63.000 12.000 21.000
M5 0.800 6.000 4.900 4.65 70.000 14.000 25.000
M6 1.000 6.000 4.900 5.55 80.000 16.000 30.000
M8 1.250 8.000 6.200 7.40 90.000 17.000 35.000
M10 1.500 10.000 8.000 9.30 100.000 20.000 39.000

——— s C | | (R onx

Catalogue no. 63123 - M - N S H Application
recommendations
° ° o page 24
e for through and blind holes
e for large thread depths
e for universal application
e steel materials up to 1000 N/mm?
e acid resist./stainless steels
SwW o P e tough, long-chipping materials
kel L
°
I
Is
l4
d1 B d2 SW dk il 12 15
mm mm mm mm mm mm mm

M12 1.750 9.000 7.000 11.20 110.000 24.000 49.000

M16 2.000 12.000 9.000 15.10 110.000 26.000 54.000

M20 2.500 16.000 12.000 18.90 140.000 32.000 62.000
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recommendations
° ° ° o o page 26

for universal application

with internal cooling = M4

increased number of cutting edges for shortest machining times
very high process reliability thanks to new geometry

o for thread depths up to 2xD

3
P
60°
Code no. D P d1 d2 d3 dk 1 12 13 Z
mm mm mm mm mm mm mm mm
3.000 M3 0.500 2.300 6.000 3.400 2.50 48.000 6.800 36.000 5
4.000 M4 0.700 3.100 6.000 4.500 3.30 48.000 8.800 36.000 5
4.003 M4 x 0,5 0.500 3.100 6.000 4.500 3.50 48.000 8.800 36.000 5
5.000 M5 0.800 4.000 6.000 5.500 4.20 54.000 10.800 36.000 5
5.003 M5 x 0,5 0.500 4.000 6.000 5.500 4.50 54.000 10.800 36.000 5
6.000 M6 1.000 4.700 8.000 6.600 5.00 62.000 13.500 36.000 6
6.003 M6 x 0,5 0.500 4.700 8.000 6.600 5.50 62.000 12.800 36.000 6
6.004 M6 x 0,75 0.750 4.700 8.000 6.600 5.20 62.000 13.100 36.000 6
8.000 M8 1.250 6.300 10.000 9.000 6.80 74.000 18.100 40.000 7
8.005 M8 x 1 1.000 6.300 10.000 9.000 7.00 74.000 17.500 40.000 7
10.000 M10 1.500 7.800 12.000 11.000 8.50 80.000 21.800 45.000 7
10.005 M10 x 1 1.000 7.800 12.000 11.000 9.00 80.000 21.500 45.000 7
10.006 M10 x 1,25 1.250 7.800 12.000 11.000 8.80 80.000 21.900 45.000 7
12.000 M12 1.750 9.500 14.000 13.500 10.20 90.000 25.400 45.000 7
12.005 M12 x 1 1.000 9.500 14.000 13.500 11.00 90.000 25.500 45.000 7
12.007 M12x 1,5 1.500 9.500 14.000 13.500 10.50 90.000 26.300 45.000 7
14.000 M14 2.000 10.800 16.000 15.500 12.00 102.000 31.000 48.000 7
14.007 M14 x 1,5 1.500 10.800 16.000 15.500 12.50 102.000 30.800 48.000 7
16.000 M16 2.000 12.700 18.000 17.500 14.00 102.000 35.000 48.000 8
16.007 M16 x 1,5 1.500 12.700 18.000 17.500 14.50 102.000 33.800 48.000 8
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Catalogue no. 53810 - M - N s H  Application
recommendations
° ° ° ° ° fe) page 30

¢ thread milling cutter with 45° chamfer, with spiral flutes and internal coolant
supply (axial)

e for universal application

o for thread depths up to 2xD

3
P
60°
Code no. D P d1 d2 d3 dk 1 12 13 Z
mm mm mm mm mm mm mm mm
3.000 M3 0.500 2.300 6.000 3.400 2.50 48.000 6.800 36.000 3
4.000 M4 0.700 3.000 6.000 4.500 3.30 48.000 8.800 36.000 3
5.000 M5 0.800 4.000 6.000 5.500 4.20 54.000 10.800 36.000 3
6.000 M6 1.000 4.800 8.000 6.600 5.00 62.000 13.500 36.000 3
8.000 M8 1.250 6.400 10.000 9.000 6.80 74.000 18.100 40.000 3
10.000 M10 1.500 7.950 12.000 11.000 8.50 80.000 21.800 45.000 4
12.000 M12 1.750 9.950 14.000 13.500 10.20 90.000 25.400 45.000 4
14.000 M14 2.000 11.200 16.000 15.500 12.00 102.000 31.000 48.000 4
16.000 M16 2.000 12.800 18.000 17.500 14.00 102.000 35.000 48.000 4
20.000 M20 2.500 14.500 20.000 21.500 17.50 125.000 41.300 50.000 4
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Catalogue no. 53860 - M - N s H  Application
recommendations
o )

° ° o < 55 page30

¢ thread milling cutter without chamfer, with spiral flute and internal coolant
(axial)

e for universal application

e extra long version for thread depths up to 2.5xD

Code no. D P di d2 dk 1 12 YA
mm mm mm mm mm mm
6.000 M6 1.000 4.800 6.000 5.00 54.000 16.500 3
8.000 M8 1.250 6.400 8.000 6.80 62.000 21.900 3
10.000 M10 1.500 7.950 10.000 8.50 74.000 26.300 3
12.000 M12 1.750 9.950 10.000 10.20 74.000 32.400 4
14.000 M14 2.000 11.200 12.000 12.00 90.000 37.000 4
16.000 M16 2.000 12.800 14.000 14.00 90.000 43.000 4
20.000 M20 2.500 14.950 16.000 17.50 102.000 48.800 4
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Catalogue no. 73830 - M - N s H Applicationd
recommendations
[ [ ]

° ° ° < 55 page30

¢ thread milling cutter without chamfer, with spiral flute and internal coolant
(axial)

e universal thread milling cutters for internal threads M / MF

o for thread depths up to 2xD

S
-P_
~__60°
Code no. D P di d2 il 12 15 Z
mm mm mm mm mm mm
8.050 >10 0.500 7.950 8.000 64.000 20.000 20.000 4
10.100 >12 1.000 9.950 10.000 70.000 16.000 25.000 4
10.125 > 14 1.250 9.950 10.000 70.000 16.000 25.000 4
10.150 >14 1.500 9.950 10.000 70.000 16.000 25.000 4
12.100 > 16 1.000 11.950 12.000 80.000 20.000 31.000 4
12.125 > 16 1.250 11.950 12.000 80.000 20.000 31.000 4
12.150 >16 1.500 11.950 12.000 80.000 20.000 31.000 4
16.100 >18 1.000 15.950 16.000 90.000 25.000 40.000 5
16.150 >20 1.500 15.950 16.000 90.000 25.000 40.000 5
16.200 > 22 2.000 15.950 16.000 90.000 25.000 40.000 5
18.300 >24 3.000 17.950 18.000 102.000 33.000 50.000 5
20.100 >24 1.000 19.950 20.000 105.000 33.000 50.000 5
20.150 > 26 1.500 19.950 20.000 105.000 33.000 50.000 5
20.200 > 26 2.000 19.950 20.000 105.000 33.000 50.000 5
20.250 > 26 2.500 19.950 20.000 105.000 33.000 50.000 5
20.300 > 27 3.000 19.950 20.000 105.000 33.000 50.000 5
20.350 > 30 3.500 19.950 20.000 105.000 33.000 50.000 5
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recommendations
° ° ° ° ° fe) page 30

¢ thread milling cutter without chamfer, with spiral flute and internal coolant
(axial)

e for universal application

o for thread depths up to 2xD

Code no. D P di d2 dk 1 12 YA
mm mm mm mm mm mm
4.000 M4 0.700 3.000 6.000 3.30 48.000 8.800 3
5.000 M5 0.800 4.000 6.000 4.20 54.000 10.800 3
6.000 M6 1.000 4.800 6.000 5.00 54.000 13.500 3
8.000 M8 1.250 6.400 8.000 6.80 62.000 18.100 3
8.005 M8 x 1 1.000 6.400 8.000 7.00 62.000 17.500 3
10.000 M10 1.500 7.950 10.000 8.50 74.000 21.800 3
10.005 M10 x 1 1.000 7.950 10.000 9.00 74.000 21.500 3
10.006 M10x 1,25 1.250 7.950 10.000 8.80 74.000 21.900 3
12.000 M12 1.750 9.950 10.000 10.20 74.000 25.400 4
12.007 M12x1,5 1.500 9.950 10.000 10.50 74.000 26.300 4
14.000 M14 2.000 11.200 12.000 12.00 90.000 31.000 4
14.007 M14 x 1,5 1.500 11.200 12.000 12.50 90.000 30.800 4
16.000 M16 2.000 12.800 14.000 14.00 90.000 35.000 4
16.007 M16x 1,5 1.500 12.800 14.000 14.50 90.000 33.800 4
20.000 M20 2.500 14.950 16.000 17.50 102.000 41.300 4
20.007 M20 x 1,5 1.500 14.950 16.000 18.50 102.000 42.800 4
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¢ thread milling cutter with 45° chamfer, with spiral flutes and internal coolant
supply (axial)

e for universal application

o for thread depths up to 2xD

da

Code no. D d1 d2 d3 dk 1 12 13 Z
mm mm mm mm mm mm mm
4.003 M4 x 0,5 3.000 6.000 4.500 3.50 48.000 8.800 36.000 3
5.003 M5 x 0,5 4.000 6.000 5.500 4.50 54.000 10.800 36.000 3
6.003 M6 x 0,5 4.800 8.000 6.600 5.50 62.000 12.800 36.000 3
6.004 M6 x 0,75 4.800 8.000 6.600 5.20 62.000 13.100 36.000 3
8.004 M8 x 0,75 6.400 10.000 9.000 7.20 74.000 16.900 40.000 3
8.005 M8 x 1 6.400 10.000 9.000 7.00 74.000 17.500 40.000 3
10.005 M10 x 1 7.950 12.000 11.000 9.00 80.000 21.500 45.000 4
10.006 M10 x 1,25 7.950 12.000 11.000 8.80 80.000 21.900 45.000 4
12.005 M12 x 1 9.950 14.000 13.500 11.00 90.000 25.500 45.000 4
12.007 M12 x 1,5 9.950 14.000 13.500 10.50 90.000 26.300 45.000 4
14.007 M14 x 1,5 11.200 16.000 15.500 12.50 102.000 30.800 48.000 4
16.007 M16 x 1,5 12.800 18.000 17.500 14.50 102.000 33.800 48.000 4

184



TMSP

)

S ] N | R [[o

Catalogue no. 53831 - M - N s H  Application
recommendations
o )

° ° o < 55 page30

¢ thread milling cutter without chamfer, with spiral flute and internal coolant
(axial)

e for universal application

o for thread depths up to 2xD

Code no. D P d1 d2 dk 1 12 z
G/inch mm mm mm mm mm

9.728 G1/8 28 7.950 8.000 8.80 64.000 21.300 3

13.157 G1/4 19 10.500 12.000 11.80 90.000 28.700 4

16.662 G3/8 19 13.600 14.000 15.25 90.000 35.400 4
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Cétalogue no. 53832

d2

Code no. D
10.190 >1/4
16.140 >1/2
20.110 >1

186
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(55 2

di
mm

9.950
15.950
19.950

ITMU SP|

)

WN . TiCN O D-HB
TR ow DKD N s
° °

° o o <55

Application
recommendations
page 30

¢ thread milling cutter without chamfer, with spiral flute and internal coolant

(axial)
¢ universal thread milling cutters for internal threads
o for thread depths up to 2xD

d2 1 15 12
mm mm mm mm
10.000 70.000 25.000 16.000
16.000 90.000 40.000 25.000
20.000 105.000 50.000 33.000
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Catalogue no. 53892
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Code no. D P

mm
1.600 M1,6 0.350
1.800 M1,8 0.350
2.000 M2 0.400
2.500 M2,5 0.450
3.000 M3 0.500
3.500 M3,5 0.600
4.000 M4 0.700
5.000 M5 0.800
6.000 M6 1.000
8.000 M8 1.250
10.000 M10 1.500
12.000 M12 1.750
16.000 M16 2.000
20.000 M20 2.500
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for universal application
M1.6 - M3 with 2 cooling grooves
with internal cooling = M3.5
left hand cutting geometry

increased number of cutting edges for shortest machining times
for thread depths up to 2.5xD

il
mm
39.000
39.000
39.000
39.000
39.000
58.000
58.000
58.000
58.000
58.000
73.000
84.000
90.000
105.000

N S
°

mm
1.100
1.100
1.200
1.400
1.500
1.800
2.100
2.400
3.000
3.800
4.500
5.300
6.000
7.500

Application
recommendations

< 55 page 26
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Catalogue no. 53840 - M - N s H  Application
recommendations
° ° ° ° ° page 25
¢ for universal application
® long version
o for thread depths up to 3xD
Is
5 °
el
[
Code no. D P d1 d2 il 12 15 z
mm mm mm mm mm mm
1.600 M1,6 0.350 1.200 3.000 39.000 1.100 4.800 3
1.800 M1,8 0.350 1.400 3.000 39.000 1.100 5.400 3
2.000 M2 0.400 1.550 3.000 39.000 1.200 6.000 4
2.500 M2,5 0.450 1.950 3.000 39.000 1.400 7.500 4
3.000 M3 0.500 2.400 6.000 58.000 1.500 9.500 4
3.500 M3,5 0.600 2.800 6.000 58.000 1.800 11.000 4
4.000 M4 0.700 3.200 6.000 58.000 2.100 12.500 4
5.000 M5 0.800 4.000 6.000 58.000 2.400 16.000 4
6.000 M6 1.000 4.800 6.000 58.000 3.000 20.000 4
8.000 M8 1.250 5.950 6.000 58.000 3.800 24.000 4
10.000 M10 1.500 7.800 8.000 73.000 4.500 33.000 4
12.000 M12 1.750 9.000 10.000 84.000 5.300 38.000 4
16.000 M16 2.000 11.800 12.000 84.000 6.000 35.000 5
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Catalogue no. 53850 - M - N s H  Application
recommendations
o ° page 25
e for hard machining 45-65 HRC
® long version
o for thread depths up to 3xD
Is
il S
L
[
Code no. D P di d2 bl 12 15 z
mm mm mm mm mm mm
2.000 M2 0.400 1.550 3.000 39.000 1.200 6.000 4
2.500 M2,5 0.450 1.950 3.000 39.000 1.400 7.500 4
3.000 M3 0.500 2.350 6.000 58.000 1.500 9.500 4
4.000 M4 0.700 3.100 6.000 58.000 2.100 12.500 4
5.000 M5 0.800 3.800 6.000 58.000 2.400 16.000 4
6.000 M6 1.000 4.800 6.000 58.000 3.000 20.000 4
8.000 M8 1.250 5.950 6.000 58.000 3.800 24.000 4
10.000 M10 1.500 7.800 8.000 64.000 4.500 23.000 4
12.000 M12 1.750 9.000 10.000 73.000 5.300 26.000 5
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Catalogue no. 53841 - M - N s H  Application
recommendations
° ° ° ° ° page 25
¢ for universal application
® long version
o for thread depths up to 3xD
Is
5 °
L ' '
I
Code no. D P d1 d2 dk I 12 15 z
G/inch mm mm mm mm mm mm
9.728 G1/16-G1/8 28 6.200 8.000 8.80 64.000 2.700 19.500 4
16.662 G1/4-G3/8 19 9.950 10.000 15.25 73.000 4.000 25.000 4
30.201 G1/2-G7/8 14 11.950 12.000 28.25 84.000 5.400 37.000 4
59.614 G1-G2 11 15.950 16.000 57.00 105.000 6.900 44.000 5
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Catalogue no. 53948 - M - N s H  Application
recommendations
° ° ° ° <66 Page28

 helical drill thread milling, core hole and thread production in one step

e for universal application and also hardened steels up to 66 HRC

e left-hand cutting tool for highest stability during the climb milling process
¢ oil grooves at the shank

o for thread depths up to 2.5xD

N
©
=
I |
I
Code no. D P d1 d2 I 12 15 z PR
mm mm mm mm mm mm
2.000 M2 0.400 1.400 3.000 39.000 1.200 5.000 4 0.67
2.500 M2.5 0.450 1.800 3.000 39.000 1.300 6.500 4 0.87
3.000 M3 0.500 2.400 6.000 58.000 1.500 7.500 4 1.17
3.500 M3.5 0.600 2.700 6.000 58.000 1.800 9.000 4 1.32
4.000 M4 0.700 3.100 6.000 58.000 2.100 10.000 4 1.52
5.000 M5 0.800 3.800 6.000 58.000 2.400 12.500 4 1.87
6.000 M6 1.000 4.600 8.000 64.000 3.000 15.000 4 2.27
6.003 M6 x 0.5 0.500 3.800 8.000 64.000 2.400 15.000 4 1.87
8.000 M8 1.250 6.200 8.000 64.000 3.600 20.000 4 3.07
8.004 M8 x 0.75 0.750 4.600 8.000 64.000 3.000 20.000 4 2.27
10.000 M10 1.500 7.500 10.000 73.000 4.500 25.000 4 3.69
12.000 M12 1.750 9.000 10.000 73.000 5.200 30.000 4 4.44
12.005 M12 x 1 1.000 7.500 10.000 73.000 3.000 25.000 4 3.72
16.000 M16 2.000 11.500 12.000 90.000 6.000 40.000 4 5.69
16.007 M16 x 1.5 1.500 11.500 12.000 90.000 4.500 40.000 4 5.69
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Catalogue no. 53949 - M - N s H  Application
recommendations
° ° ° ° <66 Page28

 helical drill thread milling, core hole and thread production in one step

e for universal application and also hardened steels up to 66 HRC

e left-hand cutting tool for highest stability during the climb milling process
¢ oil grooves at the shank

o for thread depths up to 2.5xD

N
k]
=
I |
I
Code no. D P d1 d2 il 12 15 z PR
G/inch mm mm mm mm mm mm
1.853 UNF No 1 72 1.400 3.000 39.000 1.100 5.000 4 0.670
1.854 UNC No 1+UNF No 2 64 1.400 3.000 39.000 1.200 5.000 4 0.670
2.184 UNC No 2+UNF No 3 56 1.600 3.000 39.000 1.400 5.500 4 0.770
2.515 UNC No 3+UNF No 4 48 1.900 3.000 39.000 1.600 6.500 4 0.920
2.845 UNC No 4 40 2.100 6.000 58.000 1.900 7.500 4 1.020
3.175 UNC No 5+UNF No 6 40 2.400 6.000 58.000 1.900 8.000 4 1.170
3.505 UNC No 6 32 2.600 6.000 58.000 2.400 9.000 4 1.270
4.165 UNF No 8 36 3.200 6.000 58.000 2.100 10.500 4 1.570
4.166 UNC No 8 32 3.100 6.000 58.000 2.400 10.500 4 1.520
4.825 UNF No10 32 3.600 6.000 58.000 2.400 12.500 4 1.770
4.826 UNC No10+UNC No12 24 3.600 6.000 58.000 3.200 12.500 4 1.770
5.485 UNF No12 28 4.100 6.000 58.000 2.700 14.000 4 2.020
6.349 UNF 1/4 28 4.800 6.000 58.000 2.700 16.000 4 2.370
6.350 UNC 1/4 20 4.800 6.000 58.000 3.800 16.000 4 2.340
7.937 UNF 5/16+UNF 3/8 24 6.300 8.000 64.000 3.200 20.000 4 3.120
7.938 UNC 5/16 18 6.300 8.000 64.000 4.200 20.000 4 3.090
9.525 UNC 3/8 16 7.200 8.000 64.000 4.800 24.000 4 3.540
11.112 UNF 7/16 20 8.300 10.000 73.000 3.800 28.000 4 4.090
11.113 UNC 7/16 14 8.300 10.000 73.000 5.400 28.000 4 4.090
12.700 UNF 1/2 20 9.700 10.000 73.000 3.800 31.000 4 4.790
15.874 UNF 5/8 18 11.800 12.000 90.000 4.200 40.000 4 5.840
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 helical drill thread milling, core hole and thread production in one step

e for universal application and also hardened steels up to 66 HRC

e left-hand cutting tool for highest stability during the climb milling process

¢ oil grooves at the shank
o for thread depths up to 2.5xD

N
k]
°
I |
I
Code no. D P d1 d2 il 12 15 z PR
G/inch mm mm mm mm mm mm
9.728 G1/16-G1/8 28 6.100 8.000 64.000 2.700 24.000 4 3.020
16.662 G1/4-G3/8 19 10.300 12.000 90.000 4.000 40.000 4 5.090
26.441 G1/2-G5/8-G3/4 14 15.700 16.000 105.000 5.400 50.000 4 7.790
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KiSTOCK

Hard machining
Taps and drills

For difficult cases

With taps type HXand HCX STOCK
offers special solutions for the ma-
chining of high-tensile materials.
Their special hard coating adds
high wear resistance for the high
requirements of hard machining.

Application range HX Application range HDX Application range HCX
¢ Inconel e Titanium ¢ Tool steels
¢ Hastelloy e Titanium alloys ¢ Alloyed heat-treatable steels

Waspalloy
Nickel based alloys

High speed steels

Malleable cast iron

Cast with vermicular graphite
Cast with spheroidal graphite
Bronze, hard

e Special materials, hard
Ampco >21

The Stock drill for core holes in hard materials!

The Stock hard drill enables economically efficient and process reliable drilling in hardened steels at hardness levels

of up to 62 HRC. Due to convex-shaped cutting edges the tool provides an extremely high stability and guarantees a
perfect chip breaking. The flute profile has been adapted to hard machining and evacuates chips safely out of the hole.
The Stock hard drill is equipped with a straight shank according to DIN 6535 HA and is available as a standard tool
with diameters from 2.6 to 14.1 mm.

Catalogue no. 51146

1‘_‘_" U m7 @ HA
max = 121,56 X c

~3xD

‘ H 6537K

[
-g’ ,53 o o °
I3 | l2
Iy
d1 d2 bl 12 13 d1 d2 1 12 13
mm mm mm mm mm mm mm mm mm mm
2.600 6.000 62.000 20.000 36.000 8.600 10.000 89.000 47.000 40.000
3.000 6.000 62.000 20.000 36.000 9.100 10.000 89.000 47.000 40.000
3.400 6.000 62.000 20.000 36.000 10.000 10.000 89.000 47.000 40.000
4.000 6.000 66.000 24.000 36.000 10.400 12.000 102.000 55.000 45.000
4.300 6.000 66.000 24.000 36.000 10.600 12.000 102.000 55.000 45.000
5.000 6.000 66.000 28.000 36.000 11.100 12.000 102.000 55.000 45.000
5.100 6.000 66.000 28.000 36.000 12.000 12.000 102.000 55.000 45.000
5.600 6.000 66.000 28.000 36.000 14.100 16.000 115.000 65.000 48.000
6.000 6.000 66.000 28.000 36.000
6.900 8.000 79.000 34.000 36.000
7.100 8.000 79.000 41.000 36.000
8.000 8.000 79.000 41.000 36.000
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Tolerance fields
to DIN EN 22857

Metric threads

A
pm

4H
4HX

4H
1501

. No-go plug gauge

Fluteless tap

6HX R —

6H

Go plug gauge

6G

GGX

GG
1IS03

Unified threads

A
pm

3B 3BX
3B

. No-go plug gauge
Fluteless tap

2BX M= S—

2B Tap

2BX A ——

2B

Go plug gauge

Tolerance field internal threads
to DIN ISO 965-1

Tolerance class taps
to DIN EN 22857

Tolerance class taps
to company std.

Tolerance class fluteless taps
to company std.

Tolerance class no-go plug gauge
to DIN ISO 1502

Tolerance class go plug gauge
to DIN ISO 1502

Tolerance field internal threads
to ASME B1.1

Tolerance class taps to
company std.

Tolerance class fluteless taps
to company std.

Tolerance class no-go plug gauge
to ANSI/ASME B1.2

Tolerance class go plug gauge
to ANSI/ASME B1.2
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Thread cutting tools

KiSTOCK

Tapping hole size diameter

Std. ISO metric threads
DIN 13

Std. ISO metric fine threads
DIN 13

UNC threads
ASME B1.1

nom.- Pitch Tapping Core diameter nom.- x Pitch Tapping Core diameter nom.- x Pitch Tapping Core diameter nom.- Threads Tapping Core diameter
o hole of int. thread 6H* o hole_ " of int. thread 6H* Q hole_ " of int. thread 6H* (%) hole of int. thread 2B
P size @ P size @ P size @ size @
DIN 336  min. max. DIN 336 min. max. DIN 336  min. max. per DIN 336  min. max.
mm mm mm mm mm mm mm mm mm mm mm mm inch mm mm mm
M1 0.25 0.75 0.729 0.785 M25x035 215 2121 2221 M22 x1.00 21.00 20.917 21.153 No 1 - 64 155 1.425 1.580
M1.1 0.25 085 0.829 088 M30x0.35 265 2621 2721 M22 x1.50 20.50 20.376 20.676 No 2 - 56 185 1.694 1.872
M 1.2 0.25 095 0929 098 M35x0.35 3.15 3.121 3.221 M 22 x2.00 20.00 19.835 20.210 No 3 - 48 210 1.941 2.146
M 1.4 0.30 110 1.075 1.142 M4.0x050 3.50 3.459 3.599 M24 x1.00 23.00 22.917 23.153 No 4 - 40 235 2.157 2.385
M1.6 0.35 1.25 1.221 1.321 M45x0.50 4.00 3.959 4.099 M24 x1.50 2250 22.376 22.676 No 5 - 40 2.65 2.487 2.698
M 1.8 0.35 1.45 1.421 1.521 M5.0x0.50 4.50 4.459 4.599 M 24 x2.00 22.00 21.835 22.210 No 6 - 32 285 2.642 2.896
M2 0.40 1.60 1.567 1.679 M55x050 5.00 4.959 5.099 M25 x1.00 24.00 23.917 24.153 No 8 - 32 3.50 3.302 3.531
M22 0.45 175 1.713 1838 M6.0x0.75 5.20 5.188 5.378 M25 x1.50 23.50 23.376 23.676 No 10 - 24 3.90 3.683 3.937
M 2.5 0.45 2.05 2013 2138 M7.0x0.75 6.20 6.188 6.378 M25 x2.00 23.00 22.835 23.210 No 12 - 24 4.50 4.343 4.597
M3 0.50 250 2459 2599 M8.0x050 7.50 7.459 7.599 M27 x1.00 26.00 25.917 26.153 1/4 - 20 5.10 4.978 5.258
M 3.5 0.60 290 2850 3.010 M8.0x0.75 7.20 7.188 7.378 M 27 x1.50 25.50 25.376 25.676 5/16 - 18 6.60 6.401 6.731
M4 0.70 3.30 3242 3422 M80x1.00 7.00 6917 7.153 M 27 x2.00 25.00 24.835 25.210 3/g - 16 8.00 7.798 8.153
M 4.5 0.75 3.70 3.688 3878 M9.0x0.75 8.20 8.188 8.378 M28 x1.00 27.00 26.917 27.153 /e - 14 9.40 9.144 9.550
M5 0.80 420 4.134 4334 M90x1.00 8.00 7917 8.153 M28 x1.50 26.50 26.376 26.676 1/ - 13 10.80 10.592 11.024
M6 1.00 5,00 4917 5153 M10 x0.75 9.20 9.188 9.378 M 28 x2.00 26.00 25.835 26.210 916 - 12 12.20 11.989 12.446
M7 1.00 6.00 5917 6.153 M 10 x1.00 9.00 8.917 9.153 M 30 x1.00 29.00 28.917 29.153 5/g - 11 13.50 13.386 13.868
M8 1.25 6.80 6.647 6.912 M10 x1.25 8.80 8.647 8.912 M 30 x1.50 28.50 28.376 28.676 3/4- 10 16.50 16.307 16.840
M9 125 7.80 7.647 7912 M11 x0.75 10.20 10.188 10.378 M 30 x2.00 28.00 27.835 28.210 /g - 9 19.50 19.177 19.761
M10 1.50 850 8376 8676 M11 x1.00 10.00 9.917 10.153 M 30 x3.00 27.00 26.752 27.252 1- 8 2225 21.971 22.606
M11 1.50 9.50 9.376 9676 M12 x1.00 11.00 10.917 11.153 M 32 x1.50 30.50 30.376 30.676 11/g- 7 25.00 24.638 25.349
M12 1.75 10.20 10.106 10.441 M 12 x1.25 10.80 10.647 10.912 M 32 x2.00 30.00 29.835 30.210 114- 7 28.00 27.813 28.524
M 14 2.00 12.00 11.835 12210 M12 x1.50 10.50 10.376 10.676 M 33 x1.50 31.50 31.376 31.676 13g- 6 30.75 30.353 31.115
M 16 2.00 14.00 13.835 14.210 M 14 x1.00 13.00 12.917 13.153 M 33 x2.00 31.00 30.835 31.210 11> - 6 34.00 33.528 34.290
M 18 250 15.50 15.294 15.744 M 14 x1.25 12.80 12.647 12.912 M 33 x3.00 30.00 29.752 30.252 134- 5 89.50 38.938 39.802
M20 250 17.50 17.294 17.744 M14 x1.50 12.50 12.376 12.676 M35 x1.50 33.50 33.376 33.676 2 - 45 45.00 44.679 45.593
M22 250 19.50 19.294 19.744 M 15 x1.00 14.00 13.917 14.153 M 36 x1.50 34.50 34.376 34.676
M24 3.00 21.00 20.752 21.252 M 15 x1.50 13.50 13.376 13.676
M27 3.00 24.00 23.752 24.252 M 16 x1.00 15.00 14.917 15.153
M30 350 26.50 26.211 26.771 M16 x1.25 14.80 14.647 14912 The compatible twist drills can be found in our
M 33 3.50 29.50 29.211 29.771 M16 x1.50 14.50 14.376 14.676 general catalogue or webshop (www.stock.de).
M36 4.00 32.00 31.670 32270 M 17 x1.00 16.00 15.917 16.153
M 39 4.00 35.00 34.670 35270 M17 x1.50 15.50 15.376 15.676
M42 450 37.50 37.129 37.799 M 18 x1.00 17.00 16.917 17.153
M 45 450 40.50 40.129 40.799 M 18 x1.50 16.50 16.376 16.676
M 48 5.00 43.00 42.587 43.297 M20 x1.00 19.00 18.917 19.153
M52 5.00 47.00 46.587 47.297 M20 x1.50 18.50 18.376 18.676
M 56 5.50 50.50 50.046 50.796 M20 x2.00 18.00 17.835 18.210
*M 1.1 to M 1.4 core diameter of int. thread 5H
MJ threads UNJC threads UNJF threads
DIN ISO 5855 1SO 3161 1ISO 3161
nom.- x Pitch Tapping Core diameter nom.- Threads Tapping Core diameter nom.- Threads Tapping Core diameter
(4] hole of int. thread 5H* (%] hole of int. thread 3B (4] hole of int. thread 3B
P size @ ) size @ ) size @ )
min. max. per min. max. per min. max.
mm mm mm mm inch mm mm mm inch mm mm mm
MJ3 x 0.50 2.60 2.513 2.653 No 6 - 32 2.85 2.733 2.939 No 6 - 40 3.00 2.888 3.053
MJ4 x 0.70 3.40 3.318 3.498 No 8 - 32 3.55 3.393 3.599 No 8 - 36 3.60 3.480 3.663
MJ5 x 0.80 4.30 4.221 4.421 No10 - 24 4.00 3.795 4.064 No10 - 32 4.20 4.054 4.255
MJ6 x 0.50 5.55 5.513 5.625 No12 - 24 4.60 4.455 4.704 No12 - 28 4.75 4.602 4.816
MJ6 x 0.75 5.35 5.269 5.419 s - 20 5.30 5.113 5.387 s - 28 5.60 5.466 5.662
MJ6 x 1.00 5.10 5.026 5.216 5/16 - 18 6.75 6.563 6.833 S/16 - 24 7.00 6.906 7.109
MJ8 x 0.50 7.55 7.513 7.625 3g - 16 8.20 7.978 8.255 3g - 24 8.60 8.494 8.679
MJ8 x 0.75 7.35 7.269 7.419 e - 14 9.60 9.346 9.639 7/v6 - 20 10.00 9.876 10.084
MJ8 x 1.00 7.10 7.026 7.216 o - 13 11.00 10.798 11.095 1o - 20 11.60 11.463 11.661
MJ8 x 1.25 6.90 6.782 6.994 9 - 12 12.40 12.228 12.482 96 - 18 13.00 12913 13.122
MJ 10 x 1.00 9.10 9.026 9.216 Sg - 11 13.80 13.627 13.904 S/g - 18 14.60 14.501 14.702
MJ 10 x 1.25 8.90 8.782 8.994
MJ10 x 1.50 8.60 8.539 8.775
MJ 12 x 1.75 10.40 10.295 10.560
MJ 16 x 2.00 14.20 14.051 14.351

*MJ 3 x 0.50 to MJ 5 x 0.80 core diameter of int. thread 6H
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UNF threads BSW (Whitworth) (Whitworth) BSP threads PG threads
ASME B1.1 threads BS84 (acc. to DIN-ISO 228-1) acc. to DIN 40430
nom.- Threads Tapping Core diameter nom.- Threads Tapping Core diameter nom.- Threads Tapping Core diameter nom.- Threads Tapping Core diameter
(4] hole of int. thread 2B (4] hole of int. thread (4] hole of int. thread (4] hole of int. thread
size @ size @ size @ size @
per DIN336 min. max. per min. max. per DIN336 min. max. per min. max.
inch mm mm mm inch  inch mm mm mm inch  inch mm mm mm inch mm mm mm
No 1-72 1.55 1.473 1.610 W1/ 60 1.20 1.045 1230 G116 28 6.80 6.561 6.843 Pg 7 20 11.40 11.280 11.430
No 2 - 64 1.85 1.755 1910 W3/3 48 1.80 1.704 1912 G1/g 28 880 8566 8.848 Pg 9 18 14.00 13.860 14.010
No 3 - 56 2.15 2.024 2197 W1/g 40 2.50 2362 2591 G4 19 11.80 11.445 11.890 Pg 11 18 17.30 17.260 17.410
No 4 - 48 2.40 2271 2459 WS5/3 32 3.20 2952 3214 G3/g 19 15.25 14.950 15.395 Pg 13.5 18 19.00 19.060 19.210
No 5- 44 2,70 2,550 2.741 W3/ 24 3.60 3.407 3.745 G/ 14 19.00 18.631 19.172 Pg 16 18 21.30 21.160 21.310
No 6 - 40 2.95 2.819 3.023 W7/3p 24 4.50 4201 4539 G5/ 14 21.00 20.587 21.128 Pg21 16 26.90 26.780 27.030
No 8- 36 3.50 3.404 3.607 W14 20 5.10 4724 5156 G 3/4 14 2450 24117 24.658 Pg29 16 35.50 35.480 35.730
No 10 - 32 4.10 3.962 4.166 W5/ 18 6.50 6.130 6.590 G7/g 14 28.25 27.877 28.418 Pg 36 16 45.50 45.480 45.730
No 12 - 28 4.60 4.496 4.724 W3/g 16 7.90 7.492 7.987 GH1 11 30.75 30.291 30.931 Pg 42 16 52,50 52.480 52.730
1/4 - 28 5.50 5.359 5588 W7/ 14 9.20 8.789 9.330 G1l/g 11 35.50 34.939 35579 Pg 48 16 57.80 57.780 58.030
5/16 - 24 6.90 6.782 7.036 W1, 12 10.50 9.989 10.591 G 11/4 11 39.50 38.952 39.592
/g - 24 8.50 8.382 8636 W94 12 12.00 11.577 12179 G11/o 11 45.25 44.845 45.485
7/16 - 20 9.90 9.728 10.033 W5/ 11 13.50 12.918 13.558 G 13/4 11 51.00 50.788 51.428
/2 - 20 11.50 11.328 11.608 W3/, 10 16.25 15797 16.483 G2 11 57.00 56.656 57.296
9/16 - 18 12.90 12.751 13.081 W7/g 9 19.25 18.611 19.353
5/g - 18 1450 14.351 14.681 W1 8 22.00 21.334 22.147
3/4 - 16 17.50 17.323 17.678 W 11/g 7 2450 23.928 24.832
7/g - 14  20.40 20.269 20.650 W11/, 7 27.75 27.103 28.007
1-12 23.25 23.114 23.571 W13/g 6 30.50 29.504 30.528
118 -12 26.50 26.289 26.746 W11/ 6 33.50 32.679 33.703
11/4-12 29.50 29.464 29.921 W15/3 5 35.50 34.769 35.963
13/g-12 32,75 32.639 33.096 W13/, 5 39.00 37.944 39.138
11/ -12 36.00 35.814 36.271 W2 4.5 44.50 43.571 44.877
NPT ANSI B 2.1
American tapered pipe thread 1:16
0 av\éieésiifogoésime) Version B nom.- T%eee:ds Tapc;;.l.h(%l)e (0] Cgrsznﬁ;gmgger Cuttlnlg_l_depth DEr}IJI'I ?rﬁl%t)h
inch dy D1 mm mm
116 -27 6.15 6.39 9.29 10.7
= P = P g -27 8.40 8.74 9.32 10.8
/4 -18 11.10 11.36 13.52 15.6
3/g -18 14.30 14.80 13.83 16.0
- 2 -14 17.90 18.32 18.07 20.8
- k 34 -14 23.30 23.67 18.55 21.3
\) 1 -11.5 29.00 29.69 22.29 25.6
11/4-115 37.70 38.45 22.80 26.1
o - 11/2-115 43.70 44.52 22.80 26.1
2 -11.5 55.60 56.56 23.20 26.5
21- 8 66.30 67.62 31.75 36.3
3 - 8 82.30 83.52 33.74 38.5
EG threads Metr./Metr. fine (EG M 14 x 1,25) EG UNC (UNC-STI) threads EG UNF (UNF-STI) threads
for wire thread inserts DIN 8140 for wire thread inserts ASME B18.29.1 for wire thread inserts ASME B18.29.1
nom.- x Pitch Tapping Core diameter nom.- Threads Tapping Core diameter nom.- Threads Tapping Core diameter
Q hole of int. thread (9} hole of int. thread (4] hole of int. thread
P size @ size @ size @
min. max. per min. max. per min. max.
mm mm mm mm inch mm mm mm inch mm mm mm
EGM4 0.70 4.20 4.152 4.292 EGNo 6 - 32 3.80 3.678 3.879 EGNo 6 - 40 3.70 3.644 3.818
EGM5 0.80 5.25 5.174 5.334 EGNo 8 - 32 4.40 4.338 4.524 EGNo 8 - 36 4.40 4.321 4.498
EGM6 1.00 6.30 6.217 6.407 EGNo 10 - 24 5.20 5.055 5.283 EG No 10 - 32 5.10 4.999 5.184
EGM8 1.25 8.40 8.271 8.483 EGNo12 - 24 5.80 5.715 5.944 EG No 12 - 28 5.70 5.682 5.809
EGM10 1.50 10.50 10.324 10.560 EG 1/4 - 20 6.70 6.624 6.868 EG /4 - 28 6.60 6.546 6.721
EGM12 1.75 12.50 12.379 12.644 EG 5/16 - 18 8.40 8.242 8.489 EG 5/16 - 24 8.25 8.166 8.352
EG M14 x 1.25 14.40 14.271 14.483 EG 3/g - 16 10.00 9.868 10.127 EG 3/g - 24 9.80 9.754 9.931
EG M16 2.00 16.50 16.433 16.733 EG 7/16 - 14 11.60 11.506 11.783 EG 7/16 -20 11,50 11.389 11.585
EG /> - 13 13.30 13.122 13.393 EG /2 - 20 13.10 12974 13.172
EG %16 - 12 1490 14.747 15.032 EG %16 -18 14.70 14.592 14.798
EG 5/ - 11 16.50 16.375 16.673 EG 5/ - 18 16.25 16.180 16.386
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Recommended hole size diameter
Cold forming taps

Std. ISO metric threads

Std. ISO metric fine threads

DIN 13 DIN 13
nom.- Pitch Tapp. Tapping Core-@ nom.-x Pitch Tapp. Tapping Core-@ nom.-x Pitch Tapp. Tapping Core-@
(4] hole hole size of int. thread 7H* (4] hole hole size of int. thread 7H* (0] hole hole size of int. thread 7H*
P size (9} P size (4] P size (9}
(6] min. max. min. max. (%] min. max. min. max. (6] min. max. min. max.
mm mm mm mm mm mm mm mm mm mm mm mm mm mm mm mm mm mm
M1 025 090 0.89 0.92 0.729 0.819 M25x 035 235 235 238 2121 2221 M 17 x 1.00 16.55 16.52 16.62 15.917 16.217
M12 025 1.10 1.09 1.12 0.929 1.019 M3 x 035 285 285 288 2621 2.721 M 17 x 1.50 16.30 16.26 16.38 15.376 15.751
M14 030 1.28 1.27 130 1.075 1.181 M4 x 035 385 3.85 388 3.621 3.721 M 18 x 1.00 17.55 17.52 17.62 16.917 17.217
M16 035 1.46 145 1.48 1.221 1.346 M4 x 050 380 378 383 3459 3639 M18 x 1.5017.30 17.26 17.38 16.376 16.751
M1.7 035 156 155 1.58 1.321 1.446 M5 x 050 480 4.78 483 4459 4639 M18 x 2.0017.10 17.05 17.20 15.835 16.310
M1.8 035 1.66 1.65 1.68 1.421 1.546 M55 x 050 530 528 533 4959 5139 M20 x 1.0019.55 19.52 19.62 18.917 19.217
M2 040 1.8 1.84 1.88 1.567 1.679 M6 x0.75 565 562 570 5188 5424 M20 x 1.5019.30 19.26 19.38 18.376 19.751
M22 045 2,00 201 2.05 1.713 1.838 M7 x075 6.656 6.62 6.70 6.188 6.424 M24 x 1.0023.55 23.52 23.62 22.917 23.217
M25 045 230 228 232 2.013 2.138 M8 x 075 765 7.62 7.70 7.188 7.424 M24 x 1.5023.30 23.26 23.38 22.376 22.751
M3 050 280 2.78 2.85 2.459 2.639 M8 x1.00 755 752 762 6917 7217 M24 x 2.0023.10 23.05 23.20 21.835 22.310
M35 060 325 3.23 3.30 2.850 3.050 M9 x0.75 865 862 870 8188 8.424 M27 x 1.5026.30 26.26 26.38 25.376 25.751
M 4 0.70 3.70 3.68 3.76 3.242 3.466 M9 x1.00 855 852 862 7917 8217 M30 x 1.5029.30 29.26 29.38 28.376 28.751
M45 0.75 4.20 M10 x 0.75 9.65 9.62 9.70 9.188 9.424 M33 x 1.50 32.30 32.26 32.38 31.376 31.751
M5 0.80 4.65 4.62 4.71 4.134 4.384 M10 x 1.00 9.55 952 962 8917 9217 M36 x 1.50 35.30 35.26 35.38 34.376 34.751
M 6 1.00 5b.55 552 562 4.917 5217 M10 x 1.25 9.40 9.36 947 8647 8.982 M39 x 1.5038.30 38.26 38.38 37.376 37.751
M7 1.00 6.55 6.52 6.62 5.917 6.217 M 11 x 0.75 10.65 10.62 10.70 10.188 10.424 M 42 x 1.50 41.30 41.26 41.38 42.376 42.751
M8 125 7.40 736 7.47 6.647 6.982 M 11 x 1.00 10.556 10.52 10.62 9.917 10.217
M9 125 8.40 836 847 7.647 7.982 M12 x 1.00 11.56 11.52 11.62 10.917 11.217
M10 150 9.30 926 9.38 8.376 8.751 M12 x 1.2511.40 11.36 11.47 10.647 10.982
M11 150 10.30 10.26 10.38 9.376 9.751 M12 x 1.50 11.30 11.26 11.38 10.376 10.751
M12 1.75 11.20 11.15 11.29 10.106 10.531 M 14 x 1.00 13.55 13.52 13.62 12.917 13.217
M 14 2.00 13.10 13.05 13.20 11.835 12.310 M 14 x 1.25 13.40 13.36 13.47 12.647 12.982
M 16 2.00 156.10 15.05 15.20 13.835 14.310 M 14 x 1.50 13.30 13.26 13.38 12.376 12.751
M 18 250 16.90 16.83 17.02 15.294 15.854 M 15 x 1.00 14.55 14.52 14.62 13.917 14.217
M20 250 18.90 18.83 19.02 17.294 17.854 M 15 x 1.50 14.30 14.26 14.38 13.376 13.751
M22 250 20.90 20.83 21.02 19.294 19.854 M 16 x 1.00 156.56 15.52 15.62 14.917 15.217
M24 3.00 22.70 22.62 22.80 20.752 21.382 M 16 x 1.50 15.30 15.26 15.38 14.376 14.751
M27 3.00 25.70 2562 25.80 23.752 24.382 )55 0.351t0 M 4 x 0.35 core-@ of int. thread 6H
M30 3.50 28.50 28.40 28.60 26.211 26.921
M 33 3.50 31.50 31.40 31.60 29.211 29.921
M 36 4.00 34.30 34.17 34.40 31.670 32.420
M 39 4.00 37.30 37.17 37.40 34.670 35.420
M 42 450 40.10 39.95 40.20 37.129 37.979
*M 2 to M 2.5 core-@ of int. thread 6H
Tapping hole size diameter tolerance zone for thread forming (to DIN 13, section 50)
Due to the tensile strength it is not necessary to adhere to the tapping hole size diameter tolerance class 6H; tolerance class 7H satisfies the requirement
that the flank coverage of external and internal threads should not fall below 0.32 x P. In addition, formed threads generally possess a higher tensile
strength in comparison to cut threads thanks to an uninterrupted grain flow and subsequent work hardening.
UNC threads UNF threads (Whitworth-) BSP threads
ASME B1.1 ASME B1.1 DIN EN ISO 228-1
nom.- Threads Tapp. Tapping Core-0 nom.- Threads Tapp. Tapping Core-@ nom.- Threads Tapp. Tapping Core-@
(9} hole hole size of int. thread 2B (4] hole hole size of int. thread 2B (9} hole hole size of int. thread
size 9} size (%] size o
per (0] min. max. min. max. per (0] min. max. min. max. per (0] min. max. min. max.
inch  mm mm mm mm mm inch ~ mm mm mm mm mm inch inch  mm mm mm mm mm
No1 - 64 1.68 167 170 1.425 1.580 No1 - 72 170 169 1.72 1.473 1.610 Gl 28 730 728 735 6.561 6.843
No2 - 56 1.98 197 2.01 1.694 1.872 No2 - 64 200 199 203 1.755 1.910 Gl 28 930 928 935 8566 8.848
No3 - 48 228 227 232 1.941 2146 No3 - 56 230 229 234 2024 2197 G114 19 1250 12.48 12.55 11.445 11.890
No4 - 40 255 254 259 2157 2.385 No4 - 48 2.60 259 263 2271 2.459 G3/g 19 16.00 1598 16.05 14.950 15.395
No5 - 40 290 289 294 2487 2.698 Nob5 - 44 290 289 293 2550 2.741 G1> 14 20.00 19.98 20.12 18.631 19.172
No6 - 32 315 3.14 3.19 2.642 2.896 No6 - 40 3.20 3.19 3.24 2819 3.023 G5/ 14 22,00 21.98 22.12 20.587 21.128
No8 - 32 3.80 378 3.82 3.302 3.531 No8 - 36 3.85 3.83 3.88 3404 3.607 G3/4 14 2550 2548 25.62 24.117 24.658
No10- 24 435 433 439 3.683 3.937 No10 - 32 4.45 343 449 3962 4.166 G7/g 14 29.25 29.23 29.37 27.877 28.418
No12 - 24 5,00 4.97 5.03 4.343 4597 No12 - 28 510 5.07 513 4.496 4.724 G1 11 32.00 31.98 32.15 30.291 30.931
/4 - 20 575 572 580 4978 5.258 /4 - 28 595 592 599 5359 5588 G114 11 40.75 40.70 40.85 38.952 39.592
5/ - 18 7.30 7.26 7.37 6.401 6.731 5/t - 24 745 742 750 6.782 7.036
3/g - 16 8.80 8.77 888 7.798 8.153 3/g - 24 9.05 9.02 9.10 8.838 8.636
7/v6 - 14 10.30 10.27 10.37 9.144 9.550 7/t - 20 10.55 10.48 10.58 9.728 10.033
1/ - 13 11.80 11.77 11.88 10.592 11.024 /2 - 20 12.10 12.08 12.18 11.328 11.608
946 - 12 13.30 13.28 13.39 11.989 12.446 946 - 18 13.65 13.61 13.72 12.751 13.081
5/g - 11 14.80 14.78 14.90 13.386 13.868 5/g - 18 15.25 15.21 15.32 14.351 14.681
3/4 - 10 17.90 17.85 17.97 16.307 16.840 3/4 - 16 18.35 15.30 18.41 17.323 17.678
/8 - 9 21.00 20.95 21.10 19.177 19.761 /g - 14 21.40 21.35 21.49 20.269 20.650
1 - 8 24.00 23.95 24.12 21.971 22.606 1 - 12 24.45 24.40 24.54 23.114 23.571
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An all-rounder for the production of internal threads with an extremely wide
range of application. For the machining of carbon, case-hardening, heat
treatable, stainless and acid-resistant steels as well as cast materials and
diverse non-ferrous metals in a tensile strength range from < 600 N/mm2 to
1200 N/mm?2 with efficient chip evacuation, long tool life and high dimensional
accuracy for the threads produced.

The innovative cutting edge geometry in combination with the controlled
application of a wear-resistant TiAIN based coating and compliance with
internal thread tolerances provides high quality threads of the correct size.
The production of threads to manufacturing tolerance 6HX is achieved with far
more economic efficiency thanks to the increased performance and for even
wider universal applications and complete process reliability.
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Definitions and angles, centres
and flute forms to DIN EN 25967

chamfer lead
length

length
of driving square

driving
, square

shank diameter

thread
diameter

1 thread
length

flute length
fe—— = |

overall length

thread
pitch o
flute

chamfer

—]

width of land

6 = trysquare
= i i hamf
v = spiral point angle chaner *{jﬁwﬂﬂﬂw . ,
o = clearance angle 5 WA/ width of flute
y = rake angle } :: \ web diameter
included angle e

of thread

Flute forms straight fluted, form C

———
—

Types of centres (standard, to DIN 2197/DIN 2175)

m helix angle 15°
W helix angle 40°

without spiral point

straight fluted, form B
with spiral point

solid cone @) - - W

stepped cone (@) {

internal centre
(form AorRto DIN322 (@ - T
acc. to manufact. specification)

-— —%— ® chamfer
Vfl/ internal centre
L =>=

® (form AorRto DIN 322
Centre on cutting section

on cutting
section

shank ﬁ

acc. to manufact. specification)

Thread diameter range with chamfer form with chamfer form

Centre on shank

mm A, C D, E B

<42 @ @ @O®
>4.2...56 0)O) @ @GO
>5.6...10.0 OIBJO) DOG @O®

>10.0 ® ® ®

Coolant duct geometries

axial coolant

ERsRe———— supply with radial

axial coolant

uonew.oyul [ea1uyoa]

5 supply with axial

coolant duct exit
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Sl coolant duct exit in the
flutes at the chamfer
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Chamfer forms
Selection and application

When cutting internal threads, all the machining is carried out by the cutting teeth of the 3
chamfer. Therefore, a decision on the best type of chamfer form has to be carefully made

as both tool life and quality of thread are thereby greatly affected.

Generally speaking, the form and length of chamfer depend on the type of hole to be tap-
ped. The tapping of through holes does not normally give rise to any difficulties whereas
the production of blind holes can create certain problems associated with the need to
evacuate swarf in the reverse direction to the feed, i.e. up to the flutes of the tap and then
cut off such swarf when the tap is reversed out of the hole. E

Through hole

The length of chamfer is determined by taking into account various conflicting factors.
To avoid overloading, premature bluntness and oversize threads the number of chamfer
cutting threads must not be kept too low. A too long chamfer lead, however, increases the
torque and thus the danger of breakage. The spiral point with form B ensures a chip remo-
val always in the direction of feed.

Blind hole

Chamfer forms to DIN 2197

Form A = - 6...8 threads long, 6 - 8 threads for short through holes
% |
Form B 3.5...5.5 threads medium, 3.5 - 5.5 threads,with spiral point,
1 for all through holes and deep tapping holes
| in medium and long-chipping materials

Form C | |‘ - 2...3 threads short, 2 - 3 threads for blind holes and generally

W for aluminium, grey cast iron and brass

Form D -‘—-'— 3.5...5 threads medium, 3.5 - 5 threads for short through holes
{

Form E -I l-— - 1.5...2 threads extremely short, 1.5 - 2 threads,

W for blind holes with little run-out depth
{

Form F 1...1.5 threads extremely short, 1 - 1.5 threads,
ARARAARA ) for blind holes with little run-out depth.
[ Whenever possible, do not use.
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Chamfer forms
Selection and application

Chamfer lead length
for sets of 3 taps

Form A ~——Ft=— approx. 6 threads

fi
irst tap ﬁﬁﬁ :

Form D approx. 4 threads
second tap E!M iii
Form C approx. 2 threads
bottoming tap AR AR AA

Application recommendations

While in the first instance, the type of tapped hole required
determines the chamfer, generally the tap geometry - i.e.
form, number and direction of flutes, cutting angle, etc. -
depend on the material to be machined and on the appli-
cation. Basically, taps up to M16 for tapping ISO metric
threads or for the engineering industry in general, have 3
flutes, and above this size 4 or more flutes.

Taps with left-hand flutes and taps with spiral points remo-
ve the chips in the cutting direction or direction of feed and
are therefore especially suitable for tapping through holes.
Taps with straight flutes and long chamfer lead (form D)
also give good results.

As far as blind holes are concerned we recommend taps
with right-hand spiral flutes or straight fluted taps with a
short chamfer lead length. Tools with right-hand spiral flu-
tes have the chip flow in the backward direction, i.e. up the
flutes. The chamfer lead length is designed in such a way
so that during the return movement chips do not jam and
are reliably sheared off.

| Straight fluted tap
with spiral point

Left-hand spiral fluted tap

Straight fluted tap
with long chamfer lead

204

Chamfer lead length
for sets of 2 taps

Form D =t approx. 5 threads
first tap A

r—

e
Form C approx. 2 threads
bottoming tap AAAAAAAAAAAA

The tapping of aluminium, grey cast iron and brass requi-
res taps with a short chamfer lead length, regardless of
whether through or blind holes are required. In these ma-
terials a long chamfer lead length would act as a core drill
with chip breaker grooves and would only drill the tapping
size hole to the major diameter instead of cutting a thread.

m Right-hand spiral fluted tap
|

1 Straight fluted tap

| with short chamfer lead
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Questionnaire
Special solution taps

Quantity Required number of threads
Material
Material Tensile strength/ N/mm?2
to be cut hardness HRC
Workpiece
Thread length mm Nom. thread size

f.ex. M18x0.5 ISO3/6H

Tool material Coolant similar to. [ ] Shank
standard item

1 O O [] [] ] DING71

reinforced shank

Solid HSS-E-PM HSS-E internal external
carbide D DIN 374 /DIN 376
reduced shank
Dimensions

Hole type

-

Through hole

sEIEE |

Blind hole

mm

shank @

»
!

<
<%

mm

total length*

A
\ 4

Threading process

| ammr=]

Threading

Special feature D @Mﬂ:

Thread forming

*(deviation from standard)

Surface

|| bright | | coated | | others:

Contact

Company Company stamp

Contact person

Telephone/Fax Date

Mail Signature
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Troubleshooting
with new taps

uonew.oyul [ea1uyoa]

Problem

1. Thread surface doesn‘t meet
requirements

2. Tool life insufficient

3. Tool breakage during advance or
return

206

Possible causes

[ | Cutting edge geometry not suitable for
the application

. Cutting speed too high

. Insufficient coolant (concentration and supply)

. Chip congestion

. Tapping size hole too small

M with tough, hard materials loading on tool
too much or pitch too steep

. Built-up edge

. Cold welding

. Surface hardening of tappinge size hole

. Reasons listed under: “thread surface
not according to requirements”

[ | Chip congestion

. Tapping size hole too small

. Teeth of chamfer lead overloaded

. Tap hits bottom of tapping size hole

. Lack of or incorrect chamfer of tapping size hole

postional or angle error of tapping size hole

. Tool hardness not suitable for the application

Cutting edge geometry not suitable for the
application

Solution

Apply “correct” tap for the material
to be machined

Reduce cutting speed, optimise lubrication

Ensure suitable coolant and sufficient volume

Apply suitable tap type

Observe tapping size hole diameter
specifications to DIN 336 or respective standards.
Observe table for fluteless taps

Apply hand tap sets

Apply coated tap

Improve coolant supply

Check drill (cutting edge) for wear
Heat or surface treatment following thread
production

Reasons listed under: thread surface
“not according to requirements*

Apply correct tap

Observe tapping size hole dia. acc. to DIN 336
or respective standards

Longer chamfer lead (blind or through hole)

Increase no. of teeth of chamfer lead by
increasing no. of flutes

Apply tap sets
Check hole depth

Apply tension/compression tap chuck

Correct chamfer angle of tapping size hole
Ensure correct tool clamping
Apply floating tap holder

Check core drill

Apply suitable tap for the individual application



Troubleshooting
with reground taps

Problem

1. Thread produced is too large

2. Thread produced is too small

3. Thread produced not according
to requirements

4. Tool life insufficient

KiSTOCK

Possible causes

. Burrs

. Cutting edge geometry (chamfer lead, rake-,
chamfer-, spiral point angle) not retained

. Worn section has not been reground correctly

. Tap too small due to no. of regrinds

. Burrs

[ | Cutting edge geometry (chamfer lead, rake-,
chamfer-,spiral point angle) not retained

. Peak-to-valley height of the reground tap
too large

M coc welding at the flanks

[ | Cutting edge geometry (chamfer lead, rake-,
chamfer-, spiral point angle) not retained

. Loss of tap hardness due to heat development
during the regrinding process

. Loss of coating

Solution

Remove burrs

Observe technical specifications when

regrinding

Observe regrinding instruction

Regrind again or apply new tool

Observe max. regrinding limits

Max. regrinding limit reached
apply new tap

Remove burrs

Observe technical specifications when

regrinding

Observe regrinding instruction

Regrind again or apply new tool

Observe max. regrinding limits

Remove cold welding marks

Check quality of grinding wheel

Check coolant supply

Check quality of grinding wheel

Check coolant supply

Recoat

Check coating of the material to be machined

207

Technical information



Xopul "ou 3|1y

Catalogue
no
53050
53051
53052
53053
53054
53055
53610
53612
53618
53619
53620
53621
53622
53630
53631
53632
53633
53634
53635
53640
53641
53642
53643
53646
53647
53661
53662
53664
53665
53666
53667
53668
53669
53670
53676
53733
53734
53735
53736
53737
53738
53739
53746
53747
53748
53749
53750
53751
53752
53760
53770
53775
53778
53779
53780
53781
53782
53783
53784
53785
53787
53788
53789
53790
53791
53792
53793
53794
53795
53796
53810
53820
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Page

76
76
123
75
75
123
165
173
165
173
169
171
169
164
166
172
175
176
177
92
81
91
81
7
7
95
84
96
84
87
86
89
88
98
97
55
56
57
58
59
60
61
62
63
64
65
67
68
69
66
120
145
113
116
117
121
132
133
139
140
143
144
114
115
118
119
162
163
160
1561
180
184

Standard Surface
DIN 371 TICN
DIN 376 TICN
DIN 374 TICN
DIN 371 TiICN
DIN 376 TiICN
DIN 374 TICN
~DIN 371/~DIN 376 TICN
~DIN 374 TICN
~DIN 371/~DIN 376 TICN
~DIN 374 TiICN
~DIN 371 AICN
~DIN 371 AICN
~DIN 376 AICN

~DIN 371/~DIN 376 TICN
~DIN 371/~DIN 376 TICN
~DIN 374 TICN
~DIN 371/~DIN 376TICN
~DIN 371/~DIN 374TiCN

DIN 2189 TICN
DIN 371/DIN 376 TiICN
DIN 371 TICN
DIN 371/DIN 376 TiICN
DIN 376 TICN
DIN 376 TICN
~DIN 376 TICN
DIN 371/DIN 376 TiICN
DIN 371 TICN
DIN 371/DIN 376 TIAIN
DIN 376 TICN

DIN 371/DIN 376 TiCN

DIN 371/DIN 376 TiICN

DIN 371/DIN 376 TIAIN

DIN 371/DIN 376 TIAIN

DIN 371 TICN

DIN 371/DIN 376 TiCN

~DIN 371/~DIN 376AITiZrN
DIN 371/DIN 376 AlTiZriN
DIN 371/DIN 376 AlTiZiN
DIN 371/DIN 376 AlITiZriN
DIN 371/DIN 376 AlTiZriN
DIN 371/DIN 376 AlTiZrN
Company std.  ATiZrN
~DIN 371/~DIN 376 TIAIN-H
DIN 371/DIN 376 TiAIN-H
DIN 371/DIN 376 TiAIN-H
DIN 371/DIN 376 TiAIN-H
DIN 371/DIN 376 TiAIN-H
DIN 371/DIN 376 TiAIN-H
Company std.  TIAIN-H
DIN 371/DIN 376 TiAIN-H

DIN 374 TIAIN-H
DIN 5166 TIAIN-H
DIN 374 AITiZIN
DIN 374 ATiZIN
DIN 374 TIAIN-H
DIN 374 TIAIN-H

DIN 371/DIN 376 AITiZrN
DIN 371/DIN 376 TiAIN-H
~DIN 371/~DIN 874AITiZiN
~DIN 371/~DIN 874TiAIN-H

DIN 5156 AlTiZIN
DIN 5156 TIAIN-H
DIN 374 AlTiZIN
DIN 374 AlTiZIN
DIN 374 TIAIN-H
DIN 374 TIAIN-H
~DIN 371 AlTiZIN
~DIN 371 TIAIN-H
DIN 5156 AlTiZN
DIN 5156 TIAIN-H

Company std.  TiCN
Company std.  TiCN

KiSTOCK

Description

Taps for ISO metric threads
Taps for ISO metric threads

Taps for ISO metric fine threads

Taps for ISO metric threads
Taps for ISO metric threads

Taps for ISO metric fine threads

Fluteless taps with coolant ducts for metric ISO threads
Fluteless taps with coolant ducts for ISO metric fine threads
Fluteless taps with coolant ducts for metric ISO threads
Fluteless taps with coolant ducts for ISO metric fine threads
Fluteless taps with oil grooves for ISO metric threads
Fluteless taps with oil grooves for ISO metric threads
Fluteless taps with oil grooves for ISO metric threads
Fluteless taps for ISO metric threads

Fluteless taps for ISO metric threads

Fluteless taps for ISO metric fine threads

Fluteless taps for UNC threads

Fluteless taps for UNF threads

Fluteless taps for BSP threads

Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads

Taps for ISO metric fine threads

Taps for BSP threads

Taps for ISO metric fine threads
Taps for ISO metric fine threads
Taps for ISO metric fine threads
Taps for ISO metric fine threads

Taps for UNC threads
Taps for UNC threads
Taps for UNF threads
Taps for UNF threads
Taps for BSP threads
Taps for BSP threads

Taps for ISO metric fine threads
Taps for ISO metric fine threads
Taps for ISO metric fine threads
Taps for ISO metric fine threads

Taps for BSW threads
Taps for BSW threads
Taps for BSP threads
Taps for BSP threads

Thread milling cutters with chamfer for ISO metric threads
Thread milling cutters with chamfer for ISO metric fine threads

Tool material

HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E
HSS-E-PM
HSS-E
HSS-E
HSS-E
HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E
HSS-E
HSS-E-PM
HSS-E-PM
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E-PM
HSS-E-PM
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E-PM
HSS-E
HSS-E
HSS-E
HSS-E
Solid carbide
Solid carbide

Type

Intensiv Synchro
Intensiv Synchro
Intensiv Synchro
Produktiv Synchro
Produktiv Synchro
Produktiv Synchro
Durativ N-X
Durativ N-X
Durativ N-X
Durativ N-X
Durativ

Durativ

Durativ

Durativ N-X
Durativ N-X
Durativ N-X
Durativ N-X
Durativ N-X
Durativ N-X
Produktiv H

VA

Produktiv H

VA

H

H

Intensiv H
Intensiv HD
Intensiv H
Intensiv HD
Intensiv HDX
Intensiv HDX
Intensiv HX
Produktiv HX
HCX

H

Produktiv N-X
Produktiv N-X LH
Produktiv N-X
Produktiv N-X
Produktiv N-X
Produktiv N-X
Produktiv N-X
Intensiv N-X
Intensiv N-X LH
Intensiv N-X
Intensiv N-X
Intensiv N-X
Intensiv N-X
Intensiv N-X
Intensiv N-X
Intensiv N-X
Intensiv N-X
Produktiv N-X
Produktiv N-X
Intensiv N-X
Intensiv N-X
Produktiv N-X
Intensiv N-X
Produktiv N-X
Intensiv N-X
Produktiv N-X
Intensiv N-X
Produktiv N-X
Produktiv N-X
Intensiv N-X
Intensiv N-X
Produktiv-N-X
Intensiv-N-X
Produktiv-N-X
Intensiv-N-X
T™MC SP

TMC SP



Catalogue
no
53830
53831
53832
53840
53841
53850
53860
53890
53892
53948
53949
53950
63010
63013
63033
63046
63048
63119
63120
63121
63122
63123
63133
63138
63146
63148
63173
63176
63177
63201
63662
63665
63703
73011
73033
73038
73046
73047
73048
73120
73126
73131
73132
73133
73136
73138
73145
73146
73148
73156
73173
73176
73177
73178
73180
73183
73185
73187
73189
73194
73201
732711
73221
73227
73243
73248
73250
73286
73288
73293
73295
73296

Page

183
185
186
188
190
189
181
179
187
191
192
193
97
170
71
73
73
171
168
178
168
178
103
103
107
107
130
79
79
112
85
85
174
98
70
70
72
74
72
167
&9
109
108
101
110
102
108
105
106
110
129
78
78
124
125
122
100
122
109
131
111
111
104
104
167
168
128
148
147
164
165
166

Standard Surface
Company std.  TICN

Company std.  TICN

Company std.  TICN

Company std.  TiICN

Company std. ~ TiICN

Company std.  TIAISIN
Company std.  TICN

Company std.  AICrN
Company std.  TICN

Company std.  TiSIN

Company std.  TiSIN

Company std.  TiSIN

~DIN 371 TICN

~DIN 371 TICN

DIN 371/DIN 376 TiN

DIN 371 TiN

DIN 376 TiN

~DIN 371 TiN

~DIN 371 TiN

DIN 371 TiN

~DIN 376 TN

~DIN 376 TiN

DIN 371 TiN

DIN 376 TiN

DIN 371 TN

DIN 376 TN

DIN 374 TN

DIN 371 TiN

DIN 376 TiN

DIN 371 TIAIN

DIN 371 TiN

DIN 376 TiN

~DIN 374 TiN

DIN 371 bright

DIN 371 steam tempered
DIN 376 steam tempered
DIN 371 steam tempered
DIN 371 bright

DIN 376 steam tempered
~DIN 371 bright

DIN 371 bright

DIN 371 bright

DIN 371 bright

DIN 371 bright

DIN 376 bright

DIN 376 bright

DIN 371 bright

DIN 371 bright

DIN 376 bright

DIN 371 bright

DIN 374 bright

DIN 371 steam tempered
DIN 376 steam tempered
DIN 374 steam tempered
DIN 374 steam tempered
DIN 374 steam tempered
DIN 371 bright

DIN 374 steam tempered
DIN 376 pright

DIN 374 nitrided

DIN 371 nitrided

DIN 376 nitrided

DIN 371 bright

DIN 376 bright

DIN 357 bright

Company std.  bright

DIN 374 bright

DIN 5156 bright

DIN 5156 steam tempered
Company std.  steam tempered
Company std.  bright

DIN 40432 bright

KiSTOCK

Description

Thread milling cutters without chamfer for ISO metric threads
Thread milling cutters without chamfer for BSP threads
Universal thread milling cutters for BSP threads

Micro thread milling cutters for ISO metric threads

Micro thread milling cutters for BSP-threads

Micro thread milling cutters for ISO metric threads

Thread milling cutters without chamfer for ISO metric threads
Thread milling cutters with chamfer for ISO metric threads
Micro thread milling cutters for ISO metric threads

Drill thread milling cutters for ISO metric threads

Drill thread milling cutters for UNC/UNF threads

Drill thread milling cutters for BSP threads

Taps for ISO metric threads

Fluteless taps with coolant ducts and oil grooves f. ISO metric threads

Taps for ISO metric threads

Taps for ISO metric threads

Taps for ISO metric threads

Fluteless taps with oil grooves for ISO metric threads
Fluteless taps with oil grooves for ISO metric threads
Fluteless taps w/o ail grooves for ISO metric threads
Fluteless taps with oil grooves for ISO metric threads
Fluteless taps w/o ail grooves for ISO metric threads
Taps for ISO metric threads

Taps for ISO metric threads

Taps for ISO metric threads

Taps for ISO metric threads

Taps for ISO metric fine threads

Taps for ISO metric threads

Taps for ISO metric threads

Taps for ISO metric threads

Taps for ISO metric threads

Taps for ISO metric threads

Fluteless taps for ISO metric fine threads

Taps for ISO metric threads

Taps for ISO metric threads

Taps for ISO metric threads

Taps for ISO metric threads

Taps for ISO metric threads

Taps for ISO metric threads

Fluteless taps with oil grooves for ISO metric threads
Taps for ISO metric threads

Taps for ISO metric threads

Taps for ISO metric threads

Taps for ISO metric threads

Taps for ISO metric threads

Taps for ISO metric threads

Taps for ISO metric threads

Taps for ISO metric threads

Taps for ISO metric threads

Taps for ISO metric threads

Taps for ISO metric fine threads

Taps for ISO metric threads

Taps for ISO metric threads

Taps for ISO metric fine threads

Taps for ISO metric fine threads

Taps for ISO metric fine threads

Taps for ISO metric threads

Taps for ISO metric fine threads

Taps for ISO metric threads

Taps for ISO metric fine threads

Taps for ISO metric threads

Taps for ISO metric threads

Taps for ISO metric threads

Taps for ISO metric threads

Machine nut taps for ISO metric threads

Machine combination drill taps for ISO metric threads
Taps for ISO metric fine threads

Taps for BSP threads

Taps for BSP threads

Taps for NPT threads

Short taps for NPT threads

Short taps for PG threads

Tool material

Solid carbide
Solid carbide
Solid carbide
Solid carbide
Solid carbide
Solid carbide
Solid carbide
Solid carbide
Solid carbide
Solid carbide
Solid carbide
Solid carbide
Solid carbide
Solid carbide
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E-PM
HSS-E-PM
HSS-E

Solid carbide
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E

Type

™ SP

™ SP
T™U SP
™ SP

™ SP

™ SP

™ SP
TMC-NX SP
MTM-NX SP
TMD-NX
TMD-NX
TMD-NX

H

Durativ
Produktiv N
Intensiv N
Intensiv N
Durativ
Durativ
Durativ
Durativ
Durativ

N

N

Intensiv N
Intensiv N
Intensiv N
VA

VA

GG
Intensiv HD
Intensiv HD
Durativ

H
Produktiv N
Produktiv N
Intensiv N
Intensiv N
Intensiv N
Durativ
Massiv N
Produktiv W
N

N

Intensiv W
N

Intensiv N
Intensiv N
Intensiv N
Intensiv W
Intensiv N
VA

VA

VA

Intensiv HD
Produktiv N
N

Intensiv N
Produktiv W
GG

GG

GG
Intensiv N
Intensiv N
N

N

N

Intensiv N
Intensiv HD
VA

N

N
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Catalogue
no
73297
73298
73299
73300
73304
73305
73306
73308
73309
73321
73322
73328
73324
73325
73326
73327
73345
73521
73531
73532
73534
73535
73640
73641
73642
73643
73645
73646
73647
73659
73660
73661
73662
73664
73665
73830
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136
136
142
147
137
137
142
134
134
146
135
135
141
146
138
138
149
161
169
160
163
162
93
80
90
80
90
126
127
82
82
94
83
94
83
182

Standard

~DIN 371
~DIN 376
~DIN 374
DIN 5156
~DIN 371
~DIN 376
~DIN 374
~DIN 371
~DIN 376
DIN 5156
~DIN 371
~DIN 376
~DIN 374
DIN 5156
~DIN 371
~DIN 376
DIN 5156
DIN 2181
DIN 352
DIN 352
~DIN 352
~DIN 352
DIN 371
DIN 371
DIN 371
DIN 376
DIN 376
DIN 374
DIN 374
DIN 376
DIN 371
DIN 371
DIN 371
DIN 376
DIN 376
Company std.

Surface

steam tempered
steam tempered
steam tempered
steam tempered
steam tempered
steam tempered
steam tempered
steam tempered
steam tempered
steam tempered
steam tempered
steam tempered
steam tempered
steam tempered
nitrided

nitrided

nitrided

pright

pright

pright

pright

pright

pright

pright

nitrided

pright

nitrided

nitrided

nitrided

steam tempered
steam tempered
nitrided

pright

nitrided

pright

TICN

KiSTOCK

Description

Taps for UNC threads
Taps for UNC threads
Taps for UNF threads
Taps for BSP threads
Taps for UNC threads
Taps for UNC threads
Taps for UNF threads
Taps for UNC threads
Taps for UNC threads
Taps for BSP threads
Taps for UNC threads
Taps for UNC threads
Taps for UNF threads
Taps for BSP threads
Taps for UNC threads
Taps for UNC threads
Taps for BSP threads

Hand taps for ISO-metric fine threads, set

Hand taps for ISO-metric threads, set, right hand cutting
Hand taps for ISO-metric threads, set, left hand cutting
Hand taps for BSW threads, set

Hand taps for UNC threads, set

Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads

Taps for ISO metric fine threads
Taps for ISO metric fine threads

Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads
Taps for ISO metric threads

Thread milling cutters without chamfer for ISO metric threads

Tool material

HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS

HSS

HSS

HSS

HSS
HSS-E-PM
HSS-E-PM
HSS-E
HSS-E-PM
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E
HSS-E-PM
HSS-E
HSS-E-PM
Solid carbide

Type

VA

VA

VA

VA

Intensiv HD
Intensiv HD
Intensiv HD
Produktiv N
Produktiv N
Produktiv N
Intensiv N
Intensiv N
Intensiv N
Intensiv N
GG

GG

GG

N
Produktiv N
N

N

N
Produktiv H
VA
Produktiv H
VA
Produktiv H
Produktiv H
Intensiv H
Intensiv HD
Intensiv HD
Intensiv H
Intensiv HD
Intensiv H
Intensiv HD
TMU SP
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Our Programme

Products

Twist Drills

Taps

Milling Cutters
Reamers
Countersinks & -bores
Chamfering Tools

Special HSS and Carbide Tools
(according to your specification or Stock solution)

Tool holders

Services

Regrinding

Modifications

Recoating

Paid labour coating

Coating removal

Intelligent Tool Depot Systems
Technical assistance

Your local contact:

R. Stock AG

Lengeder Strasse 29-35 * 13407 Berlin, Germany
Phone: +49 30 40 90 3-33 300 * Mail: sales@stock.de

www.stock.de
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