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WITH ROUNDED CREST
DIAMETRE EXTERIEUR ARRONDI

MASCHI A MACCHINA - Scanalature diritte per ghisa TO P
MACHINE TAPS - Straight flutes for cast iron :
TARAUDS MACHINE - Goujures droites pour fonte
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Profondita di filettatura - Thread depth - Prof. de filetage 3xD 3,5xD 3,5xD
Materiale - Tool Material - Substrat PM3 PM3 PM3
Tolleranza - Thread tolerance - Tolérance du filetage 6HX 6HX 6HX
Trattamento superficiale - Surface treatment - Revétement TiALn TiALn ' TiALn
DIN et P Ly L d; a z %2 CODE
37T M mm ha  hi12 5 € Netto € Netto € Netto
| 4 07 63 13 45 34 3 33 K26M4TX 22,50
El 5 08 70 13 6 @9 3 42 K26M5TX 22,50
4 6 1 80 16 6 49 4 5 K26M6TX 23,10
8 125 90 18 8 6,2 4 6,8 K26M8SP-TX 28,00
10 15 100 20 10 8 4 85 K26M10SP-TX 32,40
6 1 80 16 6 49 4 5 K26MBFOR-TX 36,40 K26MBFORY-TX 47,60
8 125 90 18 8 &2 4 68 K26MBFOR-TX 47,40 K26MBFORY-TX 59,80
10 15 100 20 10 8 4 85 K26M10FOR-TX 52,60 K26M10FORY-TX 62,40
DIN @dt P Ly Ly d; a z %42 CODE
376 M mm h9  h12 € Netto € Netto € Netto
12. 1,75 110 25 9 7 4 10,3 K27M12TX 40,50 K27M12FOR-TX 62,20 K27M12FORY-TX 72,00
14 2 110 28 11 9 4 12 K27M14TX 47,70 K27M14FOR-TX 72,90 K27M14FORY-TX 82,70
16 2 110 28 12 9 4 14 K27M16TX 57,80 K27M16FOR-TX 83,00 K27M16FORY-TX 92,80
181 250 125 | 33 [d4 4 5 55 K27M18TX 73,50 K27M18FOR-TX 101,50 K27M18FORY-TX 111,30
20 2,5 140 33 16 12 5 AZ5 K27M20TX 92,00 K27M20FOR-TX 120,70 K27M20FORY-TX 133,20
Campo di impiego Gruppo di materiali - Velocita di taglio m/min
IS0 Application range Material groups - Cutting speed m/min
Gamme d'application Groupes de matiéres - Vitesse de coupe m/min
=31 e33 033 034 35 =31 =37 033 034 =35 31 37 033 034 35

K Ghisa - Cast iron - Fonte

* Raccomandato - Optimal - Recommandé

2530 2025 20-25 2530 10-15 2530 20-25 20-25 2530 1015 25-30 20-25 20-25 2530 10-15
1 Adatto - Suitable - Adapté



MASCHI A MACCHINA - Imbocco corretto per fori passanti MASCHI A MACCHINA - Elica destra a 40° per fori ciechi
MACHINE TAPS - Straight flutes with spiral point for through holes MACHINE TAPS - Spiral flutes 40° for blind holes

TARAUDS MACHINE - Goujures droites, entrée gun, pour trous débouchant LINE TARAUDS MACHINE - Goujures hélicoidales 40° pour trous borgnes LINE
DIN13 USO GENERALE - GENERAL PURPOSE - USAGE GENERAL DIN13 USO GENERALE - GENERAL PURPOSE - USAGE GENERAL
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Profondita di filettatura - Thread depth - Prof. de filetage 3xD 3xD 3xD Profondita di filettatura - Thread depth - Prof. de filetage 2,5xD 2,5xD 2,5xD
Materiale - Tool Material - Substrat HSSE HSSE HSSE Materiale - Tool Material - Substrat HSSE HSSE HSSE
Tolleranza - Thread tolerance - Tolérance du filetage 1SO2/6H 1SO02/6H 1SO2/6H Tolleranza - Thread tolerance - Tolérance du filetage 1SO2/6H 1SO2/6H 1SO2/6H
Trattamento superficiale - Surface treatment - Revétement TiN Trattamento superficiale - Surface treatment - Revétement TiN
DIN @d1 P L4 L d a Z o CODE DIN @ad1 P L L, d a 7 9/ CODE
37M M mm h9  h12 éﬁ‘é € Netto € Netto € Netto 37T M mm h9  h12 éﬁé € Netto € Netto € Netto
| 3 05 5 10 35 27 3 25 E24M3 12,10 E24M3V 14,60 E24M3T 17,90 < 3 05 56 5 |38 |20/ 3 | 23 E60M3 12,60 E60M3V 14,60 E60M3T 18,20
< 4 07 63 13 45 34 3 3,3 E24M4 12,10 E24M4V 14,60 E24MAT 17,90 < 4 0,7 63 7 45 34 3 33 E60M4 12,60 E60M4V 14,60 E60MAT 18,20
< 5 08 70 13 6 49 3 42 E24M5 12,40 E24M5V 14,60 E24M5T 18,30 < 5 08 70 8 6 49 3 4.2 E60M5 12,60 E60M5V 14,60 E60M5T 18,20
< 6 1 80 16 6 49 3 5 E24M6 12,40 E24M6V 14,60 E24M6T 18,30 < 6 1 80 10 6 49 3 5 E60M6 12,60 E60M6V 14,60 E60M6T 18,20
< 8 125 90 18 8 62 3 6,8 E24M8 14,60 E24M8V 17,20 E24M8T 22,80 8 125 90 13 8 62 3 68 E60M8 14,80 E60M8V 17,40 E60MS8T 23,00
< 10 15 100 20 10 8 3 85 E24M10 16,20 E24M10V 19,00 E24M10T 25,40 10 15 100 15 10 8 3 85 E60M10 16,80 E60M10V 19,90 E60M10T 26,40
DIN @d1 P Lq L d a 7 Ay CODE DIN @adi1 P Lq L d a Z nmim CODE
376 M mm h9  hi2 él/a% € Netto € Netto € Netto 376 M mm o h12 g{!g € Netto € Netto € Netto
12 1,75 110 25 9 7 3 10,3 E25M12 21,10 E25M12V 24,10 E25M12T 31,50 12 1,75 110 18 9 7 3 103 E61M12 21,10 E61M12V 23,90 E61M12T 33,00
14 2 110 28 11 9 3 12 E25M14 28,00 E25M14V 31,60 E25M 14T 40,30 14 2 110 20 1 9 3 12 E61M14 29,90 E61M14V 33,90 E61M14T 42,90
16 2 110 28 12 9 3 14 E25M16 30,70 E25M16V 34,60 E25M16T 45,40 16 2 110 20 12 9 3 14 E61M16 33,20 E6TM16V 38,80 E61M16T 48,50
18 25 125 33 14 11 4 155 E25M18 46,30 E25M18V 51,00 E25M18T 63,40 18 25 125 25 14 11 4 15,5 E61M18 50,50 E61M18V 55,80 E61M18T 67,60
20 25 140 33 16 12 4 17,5 E25M20 49,60 E25M20V 59,20 E25M20T 71,30 20 25 140 25 16 12 4 17,5 E61M20 55,50 E61M20V 60,90 E61M20T 77,20
Campo di impiego Gruppo di materiali - Velocita di taglio m/min Campo di impiego Gruppo di materiali - Velocita di taglio m/min
I1SO Application range Material groups - Cutting speed m/min I1SO Application range Material groups - Cutting speed m/min
Gamme d'application Groupes de matieres - Vitesse de coupe m/min Gamme d'application Groupes de matiéres - Vitesse de coupe m/min
.. . o141 °1.2 *1.3 o1.4 °1.1 °1.2 °1.3 o1.4 °1.1 °1.2 *13 1.4 . . o1.1 *1.2 *1.3 o1.4 °1.1 °1.2 *1.3 o1.4 °1.1 °1.2 *1.3 1.4
P | Aciaio - Steel - Acier - Rm = 850 N/mmz 1045 1045 1042 810 1045 1045 1042 810 2030 2030 2095 1520 R /ccidio - Steel - Acier - Rm < 850 N/mm? 1045 1045 1042 810 1045 1045 1012 810 2030 2030 2025 1520
M Acciaio inox - Stainless steel - Acier inoxydable M Acciaio inox - Stainless steel - Acier inoxydable
K Ghisa - Cast iron - Fonte 1%%-135 1'5?1-240 K Ghisa - Cast iron - Fonte 1%%.135 1-53240
N Leghe di Allumino - Al alloys - Alliage Al R I B N Leghe di Allumino - Al alloys - Alliage Al B R B
N Leghe di Rame - Copper alloys - Alliages de cuivre ;51; 1%?'125 ;51; 1.0225 1055_'210 2.05_'225 N Leghe di Rame - Copper alloys - Alliages de cuivre ;)51; 1%5_'125 ;5112 1.05_'125 1055_'210 2.05_'225

* Raccomandato - Optimal - Recommandé o Adatto - Suitable - Adapte * Raccomandato - Optimal - Recommandé o Adatto - Suitable - Adapte



TARAUDS MACHINE - Goujures droites, entrée gun, pour trous débouchant tolérance 6G+0,03 et 6H+0, 1

DIN13 USO GENERALE - GENERAL PURPOSE - USAGE GENERAL
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Profondita di filettatura - Thread depth - Prof. de filetage 3xD

Materiale - Tool Material - Substrat HSSE

Tolleranza - Thread tolerance - Tolérance du filetage 6G+0,03

Trattamento superficiale - Surface treatment - Revétement

DIN ed1 P L1 L, d a 2z ph

/)

;4

371 M mm h9  h12 Ay
05 56 10 35 27 25 -
07 63 13 45 34 33| |t

4,2 E24M5-7G
5 E24M6-7G

6,8 E24M8-7G

8,5 E24M10-7G

08 70 13 6 49

1 80 16 6 49
1,25 9 18 8 6,2
10 15 100 20 10 8
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376 M mm h9  h12 %1’2‘%

12 1,75 110 25 9 7 3 10,3 E25M12-7G

Campo di impiego
ISO Application range
Gamme d'application

- Acciaio - Steel - Acier - Rm < 850 N/mm?

K Ghisa - Cast iron - Fonte

. . . 04.1 *4.2
N Leghe di Allumino — Al alloys - Alliage Al 10415 1520

. . . 05.1 05.2
N Leghe di Rame - Copper alloys - Alliages de cuivre 812 10415

* Raccomandato - Optimal - Recommandé

MASCHI A MACCHINA - Imbocco corretto per fori passanti toll. 6G+0,03 e 6H+0,1
MACHINE TAPS - Straight flutes with spiral point for through holes tolerance 6G+0,03 and 6H+0, 1

LINE

3xD
HSSE
6H+0,1
CODE
€ Netto € Netto
E24M3+0,1 14,40
E24M4+0,1 14,00
14,00 E24M5+0,1 14,00
14,00 E24M6+0,1 14,00
16,00 E24M8+0,1 16,00
17,70 E24M10+0,1 17,70
CODE
€ Netto € Netto
24,00 E25M12+0,1 24,00

Gruppo di materiali - Velocita di taglio m/min
Material groups - Cutting speed m/min
Groupes de matiéeres - Vitesse de coupe m/min

04.1 *4.2
10-15 15-20
05.1 05.2
8-12 10-15

o Adatto - Suitable - Adapté

MACHINE TAPS - Spiral flutes 40° for blind holes tolerance 6G+0,03 and 6H+0, 1

M MASCHI A MACCHINA - Elicoidali 40° per fori ciechi tolleranza 6G+0,03 e 6H+0,1

TARAUDS MACHINE - Goujures hélicoidales 40° pour trous borgnes tolérance 6G+0,03 et 6H+0,1

850

Profondita di filettatura - Thread depth - Prof. de filetage

Materiale - Tool Material - Substrat
Tolleranza - Thread tolerance - Tolérance du filetage

Trattamento superficiale - Surface treatment - Revétement

DIN @d1 P L L d a zZ M
37 M mm ! 2 hg h12 gﬁ‘é
< 3 0,5 56 5 3,5 27 3 2,5
< 4 07 63 7 45 34 3 3,3
< 5 08 70 8 6 49 3 4.2
< 6 1 80 10 6 49 3 5

8 125 9 13 8 62 3 6,8
10 15 100 15 10 8 3 8,5
IR AR
12 1,75 110 18 9 7 3 103
14 2 110 20 11 9 3 12
16 2 110 20 12 9 4 14
18 25 125 25 14 11 4 15,5
20 25 140 25 16 12 4 17,5
Campo di impiego
1SO Application range
Gamme d'application
- Acciaio - Steel - Acier - Rm =< 850 N/mm?
M Acciaio inox - Stainless steel - Acier inoxydable

K Ghisa - Cast iron - Fonte
N Leghe di Allumino - Al alloys - Alliage Al

N Leghe di Rame - Copper alloys - Alliages de cuivre

USO GENERALE - GENERAL PURPOSE - USAGE GENERAL

R40° R40°
2,5xD 2,5xD
HSSE HSSE
6G+0,03 6H+0,1
CODE
€ Netto € Netto
E60M3-7G 14,00 E60M3+0,1 14,00
E60M4-7G 14,00 E60M4+0,1 14,00
E60M5-7G 14,00 E60M5+0,1 14,00
E60M6-7G 14,00 E60M6+0, 1 14,00
E60M8-7G 16,20 E60M8+0,1 16,20
E60M10-7G 17,50 E60M10+0,1 17,50
CODE
€ Netto € Netto
E61M12-7G 24,60 E61M12+0,1 24,60
E61M14-7G 33,50 E61M14+0,1 33,50
E61M16-7G 38,40 E61M16+0,1 38,40
E61M18-7G 55,60 E61M18+0,1 55,60
E61M20-7G 61,10 E61M20+0,1 61,10

Gruppo di materiali - Velocita di taglio m/min
Material groups - Cutting speed m/min
Groupes de matiéres - Vitesse de coupe m/min

04.1 *4.2 04.1 *4.2
10-15 15-20 10-15 15-20
05.1 05.2 05.1 05.2
8-12 10-15 8-12 10-15

* Raccomandato - Optimal - Recommandé

o Adatto - Suitable - Adapté



MASCHI A MACCHINA - Imbocco corretto per fori passanti
MACHINE TAPS - Straight flutes with spiral point for through holes
TARAUDS MACHINE - Goujures droites, entrée gun, pour trous débouchant

DIN13 AL-CU-FE  ALLUMINIO, RAME, FERRO - ALUMINIUM, COPPER, IRON - ALUMINIUM, CUIVRE, FER
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Profondita di filettatura - Thread depth - Prof. de filetage 3xD 3xD
Materiale - Tool Material - Substrat HSSE HSSE
Tolleranza - Thread tolerance - Tolérance du filetage 1SO2/6H 1SO2/6H
Trattamento superficiale - Surface treatment - Revétement TXC TXC
DIN @ad1 P Lq Ly d) a 7 CODE
371 M mm ho  h12 %M € Netto € Netto
< 3 05 56 10 35 27 2 2,5 E24M3AL-TXC 22,00 E70M3TXC 20,90
< 4 07 63 13 45 34 2 3,3 E24M4AL-TXC 22,00 E70M4TXC 20,90
< 5 08 70 13 6 49 2 4,2 E24M5AL-TXC 22,00 E70M5TXC 20,90
< 6 1 80 16 6 49 2 5 E24M6AL-TXC 22,00 E70M6TXC 20,90
< 8 125 90 18 8 6,2 2 6,8 E24MBAL-TXC 26,10 E70M8TXC 26,00
< 10 15 100 20 10 8 2 8,5 E24M10AL-TXC 31,20 E70M10TXC 30,80
DIN @adi1 P Lq Ly dy a Z CODE
376 M mm h  hi2 4‘4‘% € Netto € Netto
12 1,75 110 25 9 7 3 103 E25M12AL-TXC 40,20 E71M12TXC 35,80
14 2 110 28 11 9 3 12 E25M14AL-TXC 50,70 E71M14TXC 51,20
16 2 110 28 12 9 3 14 E25M16AL-TXC 56,00 E71M16TXC 54,00
Campo di impiego Gruppo di materiali - Velocita di taglio m/min
ISO Application range Material groups - Cutting speed m/min
Gamme d'application Groupes de matieres - Vitesse de coupe m/min
P Acciaio dolce magnetico - Magnetic soft steel ol.1 ol.1
Acier doux magnétique - Rm <400 N/mm? 20-30 20-30
N Leghe di Allumino - Al alloys - Alliage Al 1.(:'115 2.04:'235 2.[;{'215 22:,,20 ;;}'235
N Leghe di Rame - Copper alloys - Alliages de cuivre ;51; 1.05_'125 1';'210 2';'225
- Titanio puro - Pure titanium - Titane pur -
- Nichel puro - Pure nickel - Nickel pure -
Materiali termoplastici - Thermoplastics - Thermoplastiques = 8.1
20-25

Truciolo lungo - Long chipping - Copeaux longue

e Raccomandato - Optimal - Recommandé o Adatto - Suitable - Adapte
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Profondita di filettatura - Thread depth - Prof. de filetage

Materiale - Tool Material - Substrat
Tolleranza - Thread tolerance - Tolérance du filetage
Trattamento superficiale - Surface treatment - Revétement

DIN @d1 P |.1 |.2 dz a z 7

a
371 M mm h9  h12 A;

3xD
PM3
6HX

MASCHI A MACCHINA - Imbocco corretto per fori passanti
MACHINE TAPS - Straight flutes with spiral point for through holes
TARAUDS MACHINE - Goujures droites, entrée gun, pour trous débouchant

APPLICAZIONI UNIVERSALI - UNIVERSAL APPLICATIONS - USINAGE UNIVERSELS

3,5xD

PM3
6HX

| 3 05 5 10 35 27 3 25 K24M3XP
< 4 07 63 13 45 34 3 33 K24M4XP
< 5 08 70 13 6 49 3 4.2 K24M5XP
< 6 1 80 16 6 49 3 5 K24M6XP
< 8 125 90 18 8 62 3 68 K24M8XP
< 10 15 100 20 10 8 3 85 K24M10XP
DIN od1 P Ly L, d a Z ply
376 M mm h9  h12 %Aé
12 1,75 110 25 9 7 4 10,3 K25M12XP
14 2 110 28 11 9 4 12 K25M14XP
16 2 110 28 12 9 4 14 K25M16XP
18 25 125 33 14 11 4 15,5 K25M18XP
20 25 140 33 16 12 4 17,5 K25M20XP
Campo di impiego
I1SO Application range
Gamme d’application
. . o1.1 12
P Acciaio - Steel - Acier - Rm = 1200 N/mm? 2030 20-30
M Acciaio INOX - Stainless steel - Acier inoxydable 1'02_'115 ;_21'3
K Ghisa - Cast iron - Fonte 10‘?: 1.53_'240
N Leghe di Allumino — Al alloys - Alliage Al 2.5‘2;20 2.(:'235
N Leghe di Rame - Copper alloys - Alliages de cuivre 2'05_'225

*1.3
20-25

23
6-8

€ Netto
23,80
23,80
23,80
23,80
29,60
33,40

€ Netto
40,90
53,00
65,50
86,10
104,40

Gruppo di materiali - Velocita di taglio m/min
Material groups - Cutting speed m/min
Groupes de matiéres - Vitesse de coupe m/min

1.4 15
1520 5-12

CODE

K24M6FORY-XP
K24M8FORY-XP
K24M10FORY-XP

CODE

K25M12FORY-XP

o1l  e12 13
20-30 20-30 20-25

©2.1 22 €23
10-15 810 6-8

®33 34
10-15  15-20
°42 43
2530 20-25
®5.2
20-25

€ Netto

49,60
56,30
64,30

€ Netto
73,30

1.4 15
1520  5-12

¢ Raccomandato - Optimal - Recommandé

MASCHI A MACCHINA - Elicoidali 45° per fori ciechi
MACHINE TAPS - Spiral flutes 45° for blind holes

TARAUDS MACHINE - Goujures hélicoidales 45° pour trous borgnes

APPLICAZIONI UNIVERSALI -

DIN13
DIN [l B
371 S T
g
371 = M8, M10 o
DIN [l T T [ %
EMH T —— =
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60° C
P [
%) RH ' 2-3 ||«
5"!’!‘!1200i ij/? /\/\N\/\\/ij s
Back Tapered R

Profondita di filettatura - Thread depth - Prof. de filetage

@dl

Materiale - Tool Material - Substrat
Tolleranza - Thread tolerance - Tolérance du filetage

Trattamento superficiale - Surface treatment - Revétement

AN
< 3 05 56 5 35 27 3 25
< 4 07 63 7 45 34 3 33
< 5 08 70 8 6 49 3 4.2
< 6 1 80 10 6 49 3 5
8 125 90 13 8 62 3 68
10 15 100 15 10 8 3 8,5
AN |
12 1,75 110 18 9 7 4 10,3
14 2 110 20 11 9 4 12
16 2 110 20 12 9 4 14
18 2,5 125 25 14 11 4 155
20 25 140 25 16 12 4 17,5

o Adatto - Suitable - Adapte

Raccomandato per filettatura rigida
We recommend Syncro rigid threading
Recommande pour le taraudage rigide

Campo di impiego
I1SO Application range
Gamme d’application

P Acciaio - Steel - Acier - Rm = 1200 N/mm?
M Acciaio inox - Stainless steel - Acier inoxydable
K Ghisa - Cast iron - Fonte

N Leghe di Allumino - Al alloys - Alliage Al

Leghe di Rame - Copper alloys - Alliages de cuivre
Truciolo lungo - Long chipping - Copeaux longs

K82M3XP
K82M4XP
K82M5XP
K82M6XP
K82M8XP
K82M10XP

K83M12XP
K83M14XP
K83M16XP
K83M18XP
K83M20XP

ol 12
20-30 20-30

2.1 22
1015 8-10

©33 34
10-15 1520

42 43
25-30 20-25

5.2
20-25

ofl3)
20-25

®2.3
6-8

€ Netto
22,70
22,70
22,70
22,70
28,10
32,00

€ Netto
38,20
50,60
56,80
95,70
109,80

{

UNIVERSAL APPLICATIONS - USINAGE UNIVERSELS

BT
R45°
3,5xD
PM3
6HX

CODE
€ Netto
K82M6FOR-XP 40,50
K82M8FOR-XP 48,60
K82M10FOR-XP 51,10
CODE
€ Netto
K83M12FOR-XP 59,80
K83M14FOR-XP 75,80
K83M16FOR-XP 89,90
K83M18FOR-XP 123,90
K83M20FOR-XP 140,50

Gruppo di materiali - Velocita di taglio m/min
Material groups - Cutting speed m/min
Groupes de matiéres - Vitesse de coupe m/min

1.4 15
1520 5-12

¢ Raccomandato - Optimal - Recommandé

ol
20-30

°2.1
1015
33
10-15
*4.2
25-30

5.2
20-25

1.2 13 14 15
20-30 20-25 1520 5-12

22 23
810  6-8

34
1520

*43
20-25

o Adatto - Suitable - Adapté



MASCHI A MACCHINA - Imbocco corretto per fori passanti
MACHINE TAPS - Straight flutes with spiral point for through holes
TARAUDS MACHINE - Goujures droites, entrée gun, pour trous débouchant

LINE

DIN13 INOX | ACCIAIO INOSSIDABILE - STAINLESS STEEL - ACIER INOXYDABLE

DIN [ p

EvAl < M10 :

DIN [
= M12 H’ -
L2

60° B
= A

@d1

MASCHI A MACCHINA - Elicoidali 45°/48° per fori ciechi
MACHINE TAPS - Spiral flutes 45°/48° for blind holes
TARAUDS MACHINE - Goujures hélicoidales 45°/48° pour trous borgnes

LINE

DIN13 INOX | ACCIAIO INOSSIDABILE - STAINLESS STEEL - ACIER INOXYDABLE

LINE

Uik &

Profondita di filettatura - Thread depth - Prof. de filetage 3xD 3xD
Materiale - Tool Material - Substrat HSSV3 HSSV3
Tolleranza - Thread tolerance - Tolérance du filetage 6HX 6HX
Trattamento superficiale - Surface treatment - Revétement Vs TXC
DIN @ad1 P |.1 |.2 dz a z % 2 CODE
3 M mm h9  h12 41’2‘% € Netto € Netto
< 3 05 56 10 35 27 3 2,5 V24M3VS 17,10 V24M3TXC 21,10
< 4 07 63 13 45 34 3 3,3 V24M4VS 17,10 V24MA4TXC 21,10
< 5 08 70 13 6 49 3 4,2 V24M5VS 17,10 V24M5TXC 21,10
< 6 1 80 16 6 49 3 5 V24M6VS 17,10 V24M6TXC 21,10
< 8 125 90 18 8 6,2 3 6,8 V24M8VS 20,20 V24M8TXC 26,30
< 10 15 100 20 10 8 3 85 V24M10VS 22,30 V24M10TXC 29,60
DIN @di P Ly L d a z 9l CODE
376 M mm h  h12 %M € Netto € Netto
12 1,75 110 25 9 7 4 10,3 V25M12VS 28,70 V25M12TXC 36,30
14 2 110 28 11 9 4 12 V25M14VS 38,50 V25M14TXC 47,30
16 2 110 28 12 9 4 14 V25M16VS 42,10 V25M16TXC 50,80
18 25 125 33 14 11 4 15,5 V25M18VS 58,20 V25M18TXC 69,50
20 25 140 33 16 12 4 17,5 V25M20VS 67,30 V25M20TXC 84,10
Campo di impiego Gruppo di materiali - Velocita di taglio m/min
1SO Application range Material groups - Cutting speed m/min
Gamme d’application Groupes de matiéres - Vitesse de coupe m/min
L. . °1.1 *1.2 °1.3 °1.4 o1.5
P Acciaio - Steel - Acier - Rm = 1400 N/mm? 1015 1015 2025 1520 5.12
M Acciaio INOX - Stainless steel - Acier inoxydable .62_'81 .52_'72 '32; 1.02_'115 ;_21'3 .62-‘83 )3264

¢ Raccomandato - Optimal - Recommandé o Adatto - Suitable - Adapté

Profondita di filettatura - Thread depth - Prof. de filetage 3xD 3,5xD 3,5xD
Materiale - Tool Material - Substrat HSSE-PM HSSV3 HSSV3
Tolleranza - Thread tolerance - Tolérance du filetage 6HX 6HX 6HX
Trattamento superficiale - Surface treatment - Revétement A TXC TXC
DIN @ad1 P |.1 |.2 dz a Z % ? CODE
37 M mm h9  h12 éﬁ% € Netto € Netto € Netto
< 3 0,5 56 5 35 27 3 2,5 E92M3VS 19,20 V82M3TXC 21,30 -
< 4 0,7 63 7 45 34 3 B E92M4VS 19,20 V82MA4TXC 21,30 -
| 5 08 70 8 6 49 3 4.2 E92M5VS 19,20 V82M5TXC 21,80 -
< 6 1 80 10 6 49 3 5 E92M6VS 19,20 V82M6TXC 21,80 V82M6FOR-TXC 34,50
8 125 90 13 8 62 3 6,8 E92M8VS 22,20 V82M8TXC 25,50 V82M8FOR-TXC 42,60
10 15 100 15 10 8 3 8,5 E92M10VS 27,30 V82M10TXC 29,50 V82M10FOR-TXC 48,40
DIN @dt P L3 L, d a z b CODE
376 M mm ho  hi2 é:’?% € Netto € Netto € Netto
12 1,75 110 18 9 7 3 103 E93M12VS 33,90 V83M12TXC 37,90 V83M12FOR-TXC 59,40
14 2 110 20 11 9 3 12 E93M14VS 45,40 V83M14TXC 49,30 V83M14FOR-TXC 74,30
16 2 110 20 12 9 4 14 E93M16VS 50,50 V83M16TXC 56,00 V83M16FOR-TXC 81,40
18 25 125 25 14 11 4 155 E93M18VS 69,20 V83M18TXC 75,10 -
20 25 140 25 16 12 4 17,5 E93M20VS 77,30 V83M20TXC 84,10 -
ANAAAST
Back Tapered
Campo di impiego Gruppo di materiali - Velocita di taglio m/min
ISO Application range Material groups - Cutting speed m/min
Gamme d’application Groupes de matiéeres - Vitesse de coupe m/min
- ) o1 1.2 1.3 o14 15 013 o14 15
P Acdaio - Steel - Acier - Rm = 1400 N/mm= 1015 1015 2025 1520 512 2025 152 512
M Acciaio INOX - Stainless steel - Acier inoxydable .62-; .52_'72 .3253 1.02_'115 ;_21'(2) .62-'83 )3264 1'02_'115 ;21 (2) .62-5 )3264

¢ Raccomandato - Optimal - Recommandé > Adatto - Suitable - Adapte
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MASCHI A MACCHINA - Per fori ciechi e passanti con canalini di lubrificazione
MACHINE TAPS - For blind and through holes with oil grooves
TARAUDS MACHINE - Pour trous borgnes et débouchant avec rainures de lubrification

MASCHI A MACCHINA - Per fori ciechi e passanti con canalini di lubrificazione
MACHINE TAPS - For blind and through holes with oil grooves
TARAUDS MACHINE - Pour trous borgnes et débouchant avec rainures de lubrification

DIN13 P-ROLL | MASCHI A RULLARE - ROLL FORM TAPS - TARAUDS A REFOULER

DIN13 K-ROLL | MASCHI A RULLARE - ROLL FORM TAPS - TARAUDS A REFOULER

DiN L : e =l
= o]

| L1
DIN di ‘ =
371 =M10 !

DIN

Rm < 1200 Nm/m?2

Rm < 850 Nm/m?2

ad1
d2

> a

DIN [N < il
sM10 44—4——0—}—

L2

5
®

DIN [ ‘
Zlvnz J7||

60°

o Gl
Dby | SRH 2-3

-
N

% 'm0 25 ¥ 3 5
‘ ‘ ¥ ¥ ¥
Profondita di filettatura - Thread depth - Prof. de filetage 3xD Profondita di filettatura - Thread depth - Prof. de filetage 3xD 3xD 3xD
Materiale - Tool Material - Substrat PM8 Materiale - Tool Material - Substrat PM8 PM8 PM8
Tolleranza - Thread tolerance - Tolérance du filetage 6HX Tolleranza - Thread tolerance - Tolérance du filetage 6HX 6HX 6HX
Trattamento superficiale - Surface treatment - Revétement | TiN Trattamento superficiale - Surface treatment - Revétement | TiN-G TiN-G TiN-G
] DIN @d1 P L L d a 7 9 CODE
DIN et P L1 L, d a 2z ffp CODE B I 0
371 M mm ho  h12 %M € Netto 3. M mm h9 ' [h12 @ A AL Sty
<« 3 05 56 10 35 27 2 280  P2CCM3T 26,90 : 3 .05 5 5 35 27 4 280  K2CCMSTG 29,70
| 4 07 63 13 45 34 4 3,70 P2CCMAT 26,90 = BE O o el O K2 ECEhIHIG 2
<« 5 08 70 13 6 49 5 465 P2cCMST 26,90 <« 5 08 70 8 6 49 5 465 KICCMSTG 29,70
< 6 1 80 16 6 49 5 555 P2CCMET 26,90 6 1 80 10 6 49 5 555 K2CCM6TG 29,70 K2CCM6FOR-TG 46,80 K2CCM6FORY-TG 60,80
< 8 125 90 18 8 62 5 740 P2CCMST 30,40 8 125 90 13 8 62 5 740 K2CCMB8TG 34,20 K2CCMB8FOR-TG 53,60 K2CCMS8FORY-TG 69,80
< 10 15 100 20 10 8 5 930 P2CCMAI0T 37,20 10 15 100 15 10 8 8 9,30 K2CCM10TG 41,10 K2CCM10FOR-TG 63,60 K2CCM10FORY-TG 78,30
DIN @d1 P Lq Ly dz a Z 7 Z CODE
DIN odi P Ly L, dy a z Z{ﬂ% CODE 376 M mm h9  h12 %Aé € Netto € Netto € Netto
376 M mm h9  h12 A € Netto
New 12 1,75 110 18 9 7 8 11,20 K2CCM12TG 49,80 K2CCM12FOR-TG 74,70 K2CCM12FORY-TG 88,60
12 175 110 25 9 7 5 120 P2CCMI2T >1,50 New 14 2 110 20 11 9 8 1310 K2CCM14TG 61,30 K2CCM14FORTG 88,40 K2CCM14FORY-TG 101,60
14 2 110 28 11 9 6 1310 P2CCMI4T 62,50 New 16 2 110 20 12 9 8 1510 K2CCM16TG 77,30 K2CCM16FOR-TG 104,40 K2CCM16FORY-TG 119,10
16 2 110 28 12 9 6 1510 P2CCMI6T 73,80 New 18 25 125 25 14 11 8 169 K2CCMI18TG 8500 K2CCM18FOR-TG 113,00 K2CCM18FORY-TG 122,80
New 20 25 140 25 16 12 8 18,9 K2CCM20TG 96,60 K2CCM20FOR-TG 124,60 K2CCM20FORY-TG 134,40
Campo di impiego Gruppo di materiali - Velocita di taglio m/min
1SO Application range Material groups - Cutting speed m/min
Gamme d'application Groupes de matieres - Vitesse de coupe m/min
L. . °1.1 °1.2 °1.3 o1.4
7 Acciaio - Steel - Acier - Rm = 850 N/mm? 2030 20-30 2025 15-20 Campo di impiego Gruppo di materiali - Velocita di taglio m/min
o ) o 21 22 023 I1SO Application range Material groups - Cutting speed m/min
M Acciaio INOX - Stainless steel - Acier inoxydable 10-15 1012 610 Gamme d'application Groupes de matiéres - Vitesse de coupe m/min
N Leghe di Allumino - Al alloys - Alliage Al 305‘2,'10 ;::;125 ;5‘};130 P Acciaio - Steel - Acier - Rm < 1200 N/mm?2 3.01_'335 2.51340 1.51_'250 3'01_'335 2.51_'340 1.51250 3?.1_1335 2'51_;0 1.51_'250
02.2 02.3 2.2 02.3 C 2.2 223 c
N Leghe di Rame - Copper alloys - Alliages de cuivre 12?'210 11.5_'220 M Acciaio INOX - Stainless steel - Acier inoxydable 130_12 g_w 062; 16_12 g—10 06284 16_12 g_m J6284

¢ Raccomandato - Optimal - Recommandé

o Adatto - Suitable - Adapté

¢ Raccomandato - Optimal - Recommandé

o Adatto - Suitable - Adapte



MASCHI A MACCHINA - Scanalature diritte per ghisa
MACHINE TAPS - Straight flutes for cast iron

MI TARAUDS MACHINE - Goujures droites pour fonte

DIN13 | GG | GHISA - cAST IRON - FONTE

<ERNO,
&

& 2
Ll =

i
° (%

WITH ROUNDED CREST
DIAMETRE EXTERIEUR ARRONDI

Profondita di filettatura - Thread depth - Prof. de filetage 3xD
Materiale - Tool Material - Substrat PM3
Tolleranza - Thread tolerance - Tolérance du filetage 6HX
Trattamento superficiale - Surface treatment - Revétement TiALn
DIN @d1 P |.1 |.2 dz a z % z
374 MF mm h9  hi12 éﬂé
8 1 90 18 6 49 4 7 K27ME8X1TX
10 1 90 15 7 55 4 9 K27MF10X1TX
10 1,25 100 20 7 55 4 875 K27MF10X1,25TX
12 1,25 100 22 9 7 4 1075 K27MF12X1,25TX
12 15 100 22 9 7 4 105 K27MF12X1,5TX
14 15 100 22 11 9 4 125 K27MF14X1,5TX
16 1,5 100 22 12 9 4 14,5 K27MF16X1,5TX
18 15 110 25 14 11 5 16,5 K27MF18X1,5TX
20 15 125 25 16 12 5 185 K27MF20X1,5TX

Campo di impiego

ISO Application range
Gamme d’application
. . 3.1 32 033
NICHEL - NICKEL RO Ghisa - Cast iron - Fonte 2530 2025 2025 2530

03.4

€ Netto
33,00
35,60
35,60
40,60
40,60
53,20
63,10
82,30
99,50

CODE

K27MF8X1FOR-TX
K27MF10X1FOR-TX
K27MF10X1,25FOR-TX
K27MF12X1,25FOR-TX
K27MF12X1,5FOR-TX
K27MF14X1,5FOR-TX
K27MF16X1,5FOR-TX
K27MF18X1,5FOR-TX
K27MF20X1,5FOR-TX

€ Netto
52,40
55,40
55,40
65,40
65,50
79,80
90,20
110,30
127,50

Gruppo di materiali - Velocita di taglio m/min
Material groups - Cutting speed m/min
Groupes de matiéres - Vitesse de coupe m/min

35

®3.1 32 033

03.4
10-15 25-30 20-25 20-25 25-30

¢ Raccomandato - Optimal - Recommandé

35
10-15 25-30 20-25 20-25 25-30

> Adatto - Suitable - Adapté

3,5xD

PM3

6HX

TiALn
€ Netto
K27MF8X1FORY-TX 64,40
K27MF10X1FORY-TX 67,90
K27MF10X1,25FORY-TX 65,20
K27MF12X1,25FORY-TX 75,30
K27MF12X1,5FORY-TX 75,30
K27MF14X1,5FORY-TX 89,60
K27MF16X1,5FORY-TX 100,00
K27MF18X1,5FORY-TX 120,00
K27MF20X1,5FORY-TX 137,30
©3.1 32 033 034 35

10-15



MASCHI A MACCHINA - Imbocco corretto per fori passanti
MACHINE TAPS - Straight flutes with spiral point for through holes

MASCHI A MACCHINA - Elica destra a 40° per fori ciechi
MACHINE TAPS - Spiral flutes 40° for blind holes

VIF

TARAUDS MACHINE - Goujures droites, entrée gun, pour trous débouchant LINE TARAUDS MACHINE - Goujures hélicoidales 40° pour trous borgnes LINE
DIN13 USO GENERALE - GENERAL PURPOSE - USAGE GENERAL DIN13 USO GENERALE - GENERAL PURPOSE - USAGE GENERAL
5 N .
Q) 7
DIN [ e
ey < M10 <| | \ ) == |
L2 <
L1 g‘ o a
DIN l | } ==
5 . 374 ==
® & / L2
piN EH N | e A B == L
> M12 I Jﬁ + e
L2
L1
60° @ \ ( 60° @ C
¥ || SRH < =k ) SRH [ 2-3
> Rm -
N 50 g@ - =k o 85°i ij/? § g
| z =
= 4 = 5] v RA0°
Profondita di filettatura - Thread depth - Prof. de filetage 3xD 3xD 3xD Profondita di filettatura - Thread depth - Prof. de filetage 2,5xD 2,5xD 2,5xD
Materiale - Tool Material - Substrat HSSE HSSE HSSE Materiale - Tool Material - Substrat HSSE HSSE HSSE
Tolleranza - Thread tolerance - Tolérance du filetage 1SO2/6H 1S02/6H 1SO2/6H Tolleranza - Thread tolerance - Tolérance du filetage 1S02/6H 1S02/6H 1S02/6H
Trattamento superficiale - Surface treatment - Revétement TiN Trattamento superficiale - Surface treatment - Revétement “ TiN
DN @1 P L Ly d a z g CODE DIN @d1 P L3 L d a Z o CODE
374 MF  mm o hi2 414‘% € Netto € Netto € Netto 374 MF mm o h12 %M € Netto € Netto € Netto
< 8 1 90 18 6 49 3 7 E25MF8X1 19,10 E25MF8X1V 23,00 E25MF8X1T 27,00 8 1 90 13 6 49 3 7 E61MF8X1 19,00 E6TMF8X1V 21,90 E6TMF8X1T 27,20
< 10 1,25 100 20 7 5,5 3 875 E25MF10X1,25 20,30 E25MF10X1,25V 22,10 E25MF10X1,25T 28,40 10 1,25 100 15 7 5,5 3 875 E61MF10X1,25 19,70 E61MF10X1,25V 22,10 E61MF10X1,25T 29,00
< 12 125 100 22 9 7 3 1075  E25MF12X1,25 21,70  E25MF12X1,25V 25,00  E25MF12X1,25T 32,40 12 1,25 100 13 9 7 3 1075 E6TMF12X1,25 25,70  E61MF12X1,25V 29,10  E6TMF12X1,25T 37,00
12 1,5 100 22 9 7 3 10,5 E25MF12X1,5 21,70 E25MF12X1,5V 25,00 E25MF12X1,5T 32,40 12 1,5 100 13 9 7 3 105 E61MF12X1,5 25,70 E6TMF12X1,5V 29,10 E6TMF12X1,5T 37,00
14 1,5 100 22 11 9 4 12,5 E25MF14X1,5 28,50 E25MF14X1,5V 32,80 E25MF14X1,5T 42,60 14 1,5 100 15 11 9 4 12,5 E61TMF14X1,5 32,90 E61MF14X1,5V 37,20 E61MF14X1,5T 46,30
16 1,5 100 22 12 9 4 145  E25MF16X1,5 30,20  E25MF16X1,5V 36,00 E25MF16X1,5T 45,40 16 1,5 100 15 12 9 4 145  E61MF16X1,5 36,00 E61MF16X1,5V 42,20  E61MF16X1,5T 51,10
18 1,5 110 25 14 11 4 16,5  E25MF18X1,5 39,50  E25MF18X1,5V 46,20  E25MF18X1,5T 56,80 18 15 110 17 14 11 4 165 E61MF18X1,5 46,70  E61MF18X1,5V 53,70  E6TMF18X1,5T 64,00
20 1,5 125 25 16 12 4 185  E25MF20X1,5 47,30  E25MF20X1,5V 56,60  E25MF20X1,5T 68,00 20 1,5 125 17 16 12 4 185  E61MF20X1,5 58,50  E61MF20X1,5V 65,20  E61MF20X1,5T 80,20
Campo di impiego Gruppo di materiali - Velocita di taglio m/min Campo di impiego Gruppo di materiali - Velocita di taglio m/min
I1SO Application range Material groups - Cutting speed m/min I1SO Application range Material groups - Cutting speed m/min
Gamme d’application Groupes de matiéres - Vitesse de coupe m/min Gamme d’application Groupes de matiéres - Vitesse de coupe m/min
. . o1.1 012 1.3 o1.4 o1l 1.2 1.3 o1.4 o1l 12 1.3 o1.4 . . o1.1 1.2 1.3 o1.4 el 012 1.3 o1.4 el 12 13 o1.4
B Acciaio - Steel - Acier - Rm < 850 N/mm? 1045 1045 1042 810 1045 1015 1012 810 2030 2030 2025 1520 P~ Acciaio - Steel - Acier - Rm < 850 N/mm? 1045 1015 1042 810 1045 1045 1042 810 2030 2030 2025 1520
M Acciaio inox - Stainless steel - Acier inoxydable M Acciaio inox - Stainless steel - Acier inoxydable
) . 033 034 ) . 033 034
K Ghisa - Cast iron - Fonte 1015 1520 K Ghisa - Cast iron - Fonte 1015 1520
. ) . 4.1 042 4.1 42 4.1 042 4.3 . ) . 04.1 042 4.1 042 4.1 042 043
N Leghe di Allumino - Al alloys - Alliage Al 1045 15-20 1045 1520 2025 2530 2025 N Leghe di Allumino - Al alloys - Alliage Al 1045 15220 1045 15220 2025 2530 2025
N Leghe di Rame - Copper alloys - Alliages de cuivre 351; 1%5125 ;51; 1:)5125 105'?'210 2;)5225 N Leghe di Rame - Copper alloys - Alliages de cuivre ;)51; 1%5125 ;51; 1.05_'125 1055_'210 2.05_'225

¢ Raccomandato - Optimal - Recommandé o Adatto - Suitable - Adapte ¢ Raccomandato - Optimal - Recommandé > Adatto - Suitable - Adapte

19



20

VIF

w o
e

od1
d2

L1

%

Rm
N/mm? 1200

Profondita di filettatura - Thread depth - Prof. de filetage

Materiale - Tool Material - Substrat

Tolleranza - Thread tolerance - Tolérance du filetage

Trattamento superficiale - Surface treatment - Revétement

DIN @ad1
374 WMF

ISO

MASCHI A MACCHINA - Imbocco corretto per fori passanti
MACHINE TAPS - Straight flutes with spiral point for through holes
TARAUDS MACHINE - Goujures droites, entrée gun, pour trous débouchant

APPLICAZIONI UNIVERSALI - UNIVERSAL APPLICATIONS - USINAGE UNIVERSELS

um " 2 :g h:z ’ %%
1 90 18 6 4,9 3 7
1,25 100 20 7 5,5 3 875
1,5 100 22 9 7 4 10,5
1,5 100 22 11 9 4 12,5
1,5 100 22 12 9 4 14,5
1,5 110 25 14 11 4 16,5
1,5 125 25 16 12 4 18,5

K25MF8X1XP
K25MF10X1,25XP
K25MF12X1,5XP
K25MF14X1,5XP
K25MF16X1,5XP
K25MF18X1,5XP
K25MF20X1,5XP

CODE

€ Netto € Netto

32,60 K25MF8X1FORY-XP 58,90
39,20 K25MF10X1,25FORY-XP 63,00
44,90 K25MF12X1,5FORY-XP 77,40
54,20 K25MF14X1,5FORY-XP 94,90
58,10 K25MF16X1,5FORY-XP 99,70
74,90 K25MF18X1,5FORY-XP 115,70
94,90 K25MF20X1,5FORY-XP 140,00

Campo di impiego
Application range
Gamme d'application

Acciaio - Steel - Acier - Rm < 1200 N/mm?2
Acciaio INOX - Stainless steel - Acier inoxydable
Ghisa - Cast iron - Fonte

Leghe di Allumino - Al alloys - Alliage Al

Leghe di Rame - Copper alloys - Alliages de cuivre
Truciolo lungo - Long chipping - Copeaux longs

o1.1
20-30

°2.1
10-15

*33
10-15

*4.2
25-30

5.2
20-25

*1.2
20-30

°2.2

8-10

*3.4
15-20

43
20-25

*1.3
20-25

023}
6-8

¢ Raccomandato - Optimal - Recommandé

Gruppo di materiali - Velocita di taglio m/min
Material groups - Cutting speed m/min
Groupes de matieres - Vitesse de coupe m/min

1.4 15 *1.2 *1.3 °1.4 o1.5
1520 512 2030 2025 15-20 5-12

33 3.4
10-15  15-20

13
20-25

5.2
20-25

o Adatto - Suitable - Adapte

VIF

DIN
374

2 d1

©

+
|

+
|
|

il

L2

60°

B
22

Rm
N/mm? 1200

j? Back Tapered

Profondita di filettatura - Thread depth - Prof. de filetage

Materiale - Tool Material - Substrat

Tolleranza - Thread tolerance - Tolérance du filetage

Trattamento superficiale - Surface treatment - Revétement

DIN @d1
374 WMF

I1SO

P |.1 |.2 dz a z z

i

/

MASCHI A MACCHINA - Elicoidali 45° per fori ciechi
MACHINE TAPS - Spiral flutes 45° for blind holes
TARAUDS MACHINE - Goujures hélicoidales 45° pour trous borgnes

3xD
PM3
6HX

T O P

APPLICAZIONI UNIVERSALI - UNIVERSAL APPLICATIONS - USINAGE UNIVERSELS

mm h9  h12 AN
1 90 13 6 4,9 3 7
1,25 100 15 7 5,5 3 8,75
1,5 100 13 9 7 4 10,5
1,5 100 15 11 9 4 12,5
1,5 100 15 12 9 4 14,5
1,5 110 17 14 11 4 16,5
1,5 125 17 16 12 4 18,5

K83MF8X1XP
K83MF10X1,25XP
K83MF12X1,5XP
K83MF14X1,5XP
K83MF16X1,5XP
K83MF18X1,5XP
K83MF20X1,5XP

CODE

€ Netto € Netto
30,10 K83MF8X1FOR-XP 49,40
36,10  K83MF10X1FOR-XP 55,00
43,00 K83MF12X1FOR-XP 67,90
60,60 K83MF14X1,5FOR-XP 87,80
65,40 K83MF16X1,5FOR-XP 92,50
78,40 K83MF18X1,5FOR-XP 109,20

104,60 K83MF20X1,5FOR-XP 133,30

Campo di impiego
Application range
Gamme d’application

Acciaio - Steel - Acier - Rm < 1200 N/mm?2
Acciaio INOX - Stainless steel - Acier inoxydable
Ghisa - Cast iron - Fonte

Leghe di Allumino - Al alloys - Alliage Al

Leghe di Rame - Copper alloys - Alliages de cuivre
Truciolo lungo - Long chipping - Copeaux longs

o1.1
20-30

°2.1
10-15

*33
10-15

*4.2
25-30

5.2
20-25

*1.2

20-30 20-25

®2.2
8-10

*3.4
15-20

*43
20-25

ofl3

®2.3
6-8

Gruppo di materiali - Velocita di taglio m/min
Material groups - Cutting speed m/min
Groupes de matiéres - Vitesse de coupe m/min

14 o15 0O11 12 13 14 15
15-20 5-12 20-30 20-30 20-25 15-20 5-12

©2.1 €22 23
10-15 8-10  6-8
33 34
10-15 1520

°42 43
25-30 20-25

®5.2
20-25

¢ Raccomandato - Optimal - Recommandé o Adatto - Suitable - Adapte
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MASCHI A MACCHINA - Imbocco corretto per fori passanti
MACHINE TAPS - Straight flutes with spiral point for through holes

TARAUDS MACHINE - Goujures droites, entrée gun, pour trous débouchant

iy

LINE

DIN13 INOX | ACCIAIO INOSSIDABILE - STAINLESS STEEL - ACIER INOXYDABLE

Profondita di filettatura - Thread depth - Prof. de filetage
Materiale - Tool Material - Substrat

Tolleranza - Thread tolerance - Tolérance du filetage
Trattamento superficiale - Surface treatment - Revétement

DIN @d1 P |.1 LZ dz a z Z 2

U

374 MF  mm h9  h12 A
8 1 9 18 6 49 3 7
0 1,25 100 20 7 55 3 875
2 1,5 100 22 9 7 4 105
14 15 100 22 11 9 4 125
%6 15 100 22 12 9 4 145

Campo di impiego
ISO Application range
Gamme d'application

P Acciaio - Steel - Acier - Rm < 1400 N/mm?

M Acciaio INOX - Stainless steel - Acier inoxydable

LINE

3xD 3xD
HSSV3 HSSV3
6HX 6HX
CODE
€ Netto € Netto
V25MF8X1VS 27,70 V25MF8X1TXC 30,80
V25MF10X1,25VS 28,80 V25MF10X1,25TXC 34,20
V25MF12X1,5VS 32,80 V25MF12X1,5TXC 36,60
V25MF14X1,5VS 41,40 V25MF14X1,5TXC 46,10
V25MF16X1,5VS 46,00 V25MF16X1,5TXC 50,80
Gruppo di materiali - Velocita di taglio m/min
Material groups - Cutting speed m/min
Groupes de matiéres - Vitesse de coupe m/min
°1.1 °1.2 *1.3 °1.4 o1.5
10-15 10-15 20-25 15-20 5-12
*2.1 022 2.3 *2.1 02.2 ®2.3 02.4
6-8 5-7 3-5 10-15 8-10 6-8 3-6

¢ Raccomandato - Optimal - Recommandé > Adatto - Suitable - Adapté

MASCHI A MACCHINA - Elicoidali 45°/48° per fori ciechi
MACHINE TAPS - Spiral flutes 45°/48° for blind holes
TARAUDS MACHINE - Goujures hélicoidales 45°/48° pour trous borgnes

LINE

DIN13 INOX | ACCIAIO INOSSIDABILE - STAINLESS STEEL - ACIER INOXYDABLE

LINE

°
S

DIN
374

L2

60° (o4
ol (@)
Ay | SRH e

}/\/\/\/\/\,\?_T

Back Tapered

Rm
N/mm? 1200

Profondita di filettatura - Thread depth - Prof. de filetage

Materiale - Tool Material - Substrat

Tolleranza - Thread tolerance - Tolérance du filetage

Trattamento superficiale - Surface treatment - Revétement

DIN ad1 P |.1 LZ dz a z
374 MF mm h9  h12
8 1 920 13 6 49
10 1,25 100 15 7 55
12 1,5 100 13 9 7
14 1,5 100 15 11 9
16 15 100 15 12 9
18 15 110 17 14 11
20 15 125 17 16 12

A DA DA DWW

Campo di impiego
ISO Application range
Gamme d'application

P Acciaio - Steel - Acier - Rm < 1200 N/mm?2

7
8,75
10,5
12,5
14,5
16,5
18,5

M Acciaio INOX - Stainless steel - Acier inoxydable

3xD 3,5xD 3,5xD
HSSE HSSV3 HSSV3
6HX 6HX 6HX
VS TXC TXC
CODE
€ Netto € Netto € Netto
E93MF8X1VS 25,10 V83MF8X1TXC 32,80 V83MF8X1FOR-TXC 49,60
E93MF10X1,25VS 30,70 V83MF10X1,25TXC 36,40 V83MF10X1,25FOR-TXC 55,20
E93MF12X1,5VS 36,50 V83MF12X1,5TXC 43,40 V83MF12X1,5FOR-TXC 65,10
E93MF14X1,5VS 47,20 V83MF14X1,5TXC 54,80 V83MF14X1,5FOR-TXC 80,10
E93MF16X1,5VS 52,50 V83MF16X1,5TXC 58,90 V83MF16X1,5FOR-TXC 84,10
- V83MF18X1,5TXC 66,10 -
- V83MF20X1,5TXC 80,60 -
M
Back Tapered

Gruppo di materiali - Velocita di taglio m/min
Material groups - Cutting speed m/min
Groupes de matiéres - Vitesse de coupe m/min

o1.1 *1.2 *1.3 °1.4 o1.5 *13 °1.4 o1.5

20-25 15-20 20-25 15-20 5-12 20-25 15-20 5-12

*2.1 ®2.2 23 *2.1 022 23 02.4 *2.1 022 23 2.4
6-8 5-7 35 10-15 8-10 6-8 3-6 10-15 8-10 6-8 3-6

¢ Raccomandato - Optimal - Recommandé o Adatto - Suitable - Adapté
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MASCHI A MACCHINA - Per fori ciechi e passanti con canalini di lubrificazione
MACHINE TAPS - For blind and through holes with oil grooves
TARAUDS MACHINE - Pour trous borgnes et débouchant avec rainures de lubrification

DIN13 K-ROLL | MASCHI A RULLARE - ROLL FORM TAPS - TARAUDS A REFOULER Rm < 1200 Nm/m?2

DIN [l I

371 B

DIN [

371 <= M10

DIN di1

eyl = M12
2

%2 cRH

|
Rm i 3 3 5
1200 - - o O o
= = =
i Y Y 4
Profondita di filettatura - Thread depth - Prof. de filetage 3xD 3xD 3xD
Materiale - Tool Material - Substrat PM8 PM8 PM8
Tolleranza - Thread tolerance - Tolérance du filetage 6HX 6HX 6HX
Trattamento superficiale - Surface treatment - Revétement | TiN-G TiN-G TiN-G
DIN @ad1 P |.1 |.2 d2 a z % ? CODE
371 MF mm 9 h12 4{’% € Netto € Netto € Netto
< 4 05 63 7 45 34 4 380 K2CCMF4X0,5TG 37,20
< 5 05 70 8 6 49 5 4,80 K2CCMF5X0,5TG 37,20
6 075 80 10 6 49 5 5,65 K2CCMF6X0,75TG 37,20
8 1 90 13 8 6,2 5 7,55 K2CCMEF8X1TG 40,70 K2CCMF8X1FOR-TG 60,00 K2CCMF8X1FORY-TG 76,40
10 1,25 100 15 10 8 8 9,40 K2CCMF10X1,25TG 44,20 K2CCMF10X1,25FOR-TG 66,60  K2CCMF10X1,25FORY-TG 81,40
DIN @d1 P Lq Ly d) a Z a0 CODE
374 WF  mm h  hi2 él’z‘% € Netto € Netto € Netto
12 1,5 100 15 9 7 8 1130 K2CCMF12X1,5TG 55,00 K2CCMF12X1,5FOR-TG 79,90 K2CCMF12X1,5FORY-TG 93,80
14 15 100 15 11 9 8 13,30 K2CCMF14X1,5TG 69,80 K2CCMF14X1,5FOR-TG 99,50  K2CCMF14X1,5FORY-TG 110,10
16 1,5 100 15 12 9 8 15,30 K2CCMF16X1,5TG 93,80 K2CCMF16X1,5FOR-TG 110,20  K2CCMF16X1,5FORY-TG 120,00
New 18 1,5 110 17 14 11 8 17,30 K2CCMF18X1,5TG 84,00 K2CCMF18X1,5FOR-TG 112,00 K2CCMF18X1,5FORY-TG 121,80
New 20 1,5 125 17 16 12 8 19,30 K2CCMF20X1,5TG 91,70 K2CCMF20X1,5FOR-TG 119,70  K2CCMF20X1,5FORY-TG 129,50
Campo di impiego Gruppo di materiali - Velocita di taglio m/min
1SO Application range Material groups - Cutting speed m/min
Gamme d’application Groupes de matiéres - Vitesse de coupe m/min
.. . *1.3 °1.4 °15 °1.3 °1.4 *1.5 °1.3 *1.4 *1.5
P Acdaio - Steel - Adier - Rm < 1200 N/mm?= 3550 2530 1520 3550 2530 1520 3550 2530 1520
02.2 023 c 02.2 023 [ 02.2 02.3 c
M Acciaio INOX - Stainless steel - Acier inoxydable 13_12 6)-10 )62»;1 13_12 5_10 )62-54 13_12 5_10 )62-;1
¢ Raccomandato - Optimal - Recommandé o Adatto - Suitable - Adapté

24




26

MASCHI A MACCHINA - Imbocco corretto per fori passanti
MACHINE TAPS - Straight flutes with spiral point for through holes
TARAUDS MACHINE - Goujures droites, entrée gun, pour trous débouchant

ISO 228 USO GENERALE - GENERAL PURPOSE - USAGE GENERAL

Profondita di filettatura - Thread depth - Prof. de filetage

Materiale - Tool Material - Substrat
Tolleranza - Thread tolerance - Tolérance du filetage

Trattamento superficiale - Surface treatment - Revétement

@d1 P (7] |.1 |.2 dz a z % ’g
GAS TPl mm h9  h12 %2‘%
178 28 973 9 15 7 55 3 88
174 19 13,16 100 22 11 9 3 11,8
3/8 19 1666 100 22 12 9 4 1525
172 14 209 125 25 16 12 4 19
3/4 14 26,44 140 25 20 16 4 245
1 11 3325 160 30 25 20 5 30,75

Campo di impiego
I1SO Application range
Gamme d’application
P Acciaio - Steel - Acier - Rm = 850 N/mm?
M Acciaio inox - Stainless steel - Acier inoxydable

K Ghisa - Cast iron - Fonte
N Leghe di Allumino - Al alloys - Alliage Al

N Leghe di Rame - Copper alloys - Alliages de cuivre

LINE

3xD 3xD 3xD
HSSE HSSE HSSE
1SO 228 1SO 228 1SO 228
CODE
€ Netto € Netto € Netto
E25G1/8 18,00 E25G1/8V 20,90 E25G1/8T 27,30
E25G1/4 24,40 E25G1/4V 27,90 E25G1/4T 36,80
E25G3/8 34,30 E25G3/8V 38,80 E25G3/8T 48,20
E25G1/2 45,80 E25G1/2V 51,20 E25G1/2T 67,50
E25G3/4 76,90 E25G3/4V 90,90 E25G3/4T 108,90
E25G1" 142,90 E25G1"V 155,00 E25G1"T 190,00
Gruppo di materiali - Velocita di taglio m/min
Material groups - Cutting speed m/min
Groupes de matiéres - Vitesse de coupe m/min

o1.1 °1.2 *1.3 o1.4 °1.1 °1.2 °1.3 o1.4 °1.1 °1.2 °1.3 °1.4
10-15 10-15 10-12 8-10 10-15 10-15 10-12 8-10 20-30 20-30 20-25 15-20

03.3 34

10-15 15-20

4.1 042 °4.1 °4.2 o4 °4.2 o4.3
10-15 15-20 10-15 15-20 20-25 25-30 20-25
051 05.2 ®5.1 5.2 05.1 ®5.2
8-12 10-15 8-12 10-15 15-20 20-25
¢ Raccomandato - Optimal - Recommandé > Adatto - Suitable - Adapte

MASCHI A MACCHINA - Elica destra a 40° per fori ciechi

MACHINE TAPS - Spiral flutes 40° for blind holes
TARAUDS MACHINE - Goujures hélicoidales 40° pour trous borgnes

ISO 228 USO GENERALE - GENERAL PURPOSE - USAGE GENERAL

Mhame
N/mm’ 850

Profondita di filettatura - Thread depth - Prof. de filetage
Materiale - Tool Material - Substrat
Tolleranza - Thread tolerance - Tolérance du filetage

Trattamento superficiale - Surface treatment - Revétement

% %
21[:; TII,’I mzm . 2 ﬁ!zl hE‘]I 2 ’ %Zé
178 28 973 920 15 7 55 3 88
174 19 1316 100 15 11 9 3 118
3/8 19 1666 100 15 12 9 4 1525
172 14 209% 125 18 16 12 4 19
58 14 2291 125 18 18 145 4 21
3/4 14 2644 140 20 20 16 4 245
7/8 14 3020 150 20 22 18 4 2825
1 11 3325 160 24 25 20 5 30,75
Campo di impiego
ISO Application range
Gamme d'application
P Acciaio - Steel - Acier - Rm = 850 N/mm?
M Acciaio inox - Stainless steel - Acier inoxydable

K Ghisa - Cast iron - Fonte
N Leghe di Allumino - Al alloys - Alliage Al

N Leghe di Rame - Copper alloys - Alliages de cuivre

2,5xD

HSSE

1ISO 228

R40°

CODE
€ Netto
E61G1/8V 22,50
E61G1/4V 30,80
E61G3/8V 40,60
E61G1/2V 54,60
E61G5/8V 68,60
E61G3/4V 91,80
E61G7/8V 125,00
E61G1"V 159,00

LINE

R40°
2,5xD
HSSE
1SO 228
TiN
€ Netto
E61G1/8T 28,80
E61G1/4T 41,40
E61G3/8T 51,90
E61G1/2T 70,80
E61G5/8T 85,80
E61G3/4T 112,90
E61G7/8T 157,30
E61G1"T 198,10

Gruppo di materiali - Velocita di taglio m/min
Material groups - Cutting speed m/min
Groupes de matieres - Vitesse de coupe m/min

2,5xD
HSSE
1SO 228
€ Netto
E61G1/8 19,50
E61G1/4 27,70
E61G3/8 36,70
E61G1/2 49,10
E61G5/8 62,20
E61G3/4 83,70
E61G7/8 108,70
E61G1" 147,50
o1.1 °1.2 °13 o1.4
10-15 10-15 10-12 8-10
4.1 4.2
10-15 15-20
05.1 5.2
8-12 10-15

el 012
10-15  10-15
4.1 012
1015 1520
e5.1 5.2
812 10-15

*1.3
10-12

o1.4
8-10

¢ Raccomandato - Optimal - Recommandé

o1.1 *1.2 *1.3 °1.4
20-30  20-30  20-25 15-20

033 *3.4
10-15 15-20

o4.1 *4.2 o4.3
20-25 25-30 20-25
05.1 ®5.2
15-20 20-25

o Adatto - Suitable - Adapte
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MASCHI A MACCHINA - Imbocco corretto per fori passanti MASCHI A MACCHINA - Elicoidali 45° per fori ciechi
MACHINE TAPS - Straight flutes with spiral point for through holes MACHINE TAPS - Spiral flutes 45° for blind holes

TARAUDS MACHINE - Goujures droites, entrée gun, pour trous débouchant TARAUDS MACHINE - Goujures hélicoidales 45° pour trous borgnes

15O 228 APPLICAZIONI UNIVERSALI - UNIVERSAL APPLICATIONS - USINAGE UNIVERSELS ISO 228 APPLICAZIONI UNIVERSALI - UNIVERSAL APPLICATIONS - USINAGE UNIVERSELS

gd1

@d1

Yo
S=
|
|
T
\
\ |
I
I
I
I
\/‘\
il
[

L2

55°
2 ERH

L BT
-
5"‘I:'“.!mooi ;HZ M !s
| Back Tapered R R45°
Profondita di filettatura - Thread depth - Prof. de filetage 3xD Profondita di filettatura - Thread depth - Prof. de filetage 3xD 3,5xD
Materiale - Tool Material - Substrat PM3 Materiale - Tool Material - Substrat PM3 PM3
Tolleranza - Thread tolerance - Tolérance du filetage 1S0228X Tolleranza - Thread tolerance - Tolérance du filetage 1SO 228X 1SO 228X

ad1 P (7] |.1 |.2 dz a z % 2 CODE @d1 P (%) |.1 |.2 dz a Z % ? CODE
GAS TPI mm h9  h12 éflz‘é € Netto GAS TPI mm h9 h12 44’2‘4 € Netto € Netto
1/8 28 973 90 15 7 55 3 88 K25G1/8XP 35,30 /8 28 973 90 15 7 55 3 88 K83G1/8XP 39,80 K83G1/8FOR-XP 62,20
174 19 13,16 100 22 11 9 4 18 K25G1/4XP 50,00 174 19 13,16 100 15 11 9 3 118 K83G1/4XP 57,40 K83G1/4FOR-XP 82,20
3/8 19 16,66 100 22 12 9 4 1525 K25G3/8XP 63,90 3/8 19 16,66 100 15 12 9 4 1525 K83G3/8XP 72,80 K83G3/8FOR-XP 98,00
1/2 14 209 125 25 16 12 4 19 K25G1/2XP 93,90 172 14 209 125 18 16 12 4 19 K83G1/2XP 98,60 K83G1/2FOR-XP 127,30
3/4 14 26,44 140 25 20 16 4 24,5 K25G3/4XP 147,70 3/4 14 26,44 140 20 20 16 4 245 K83G3/4XP 160,20 K83G3/4FOR-XP 198,90
1" 11 33,25 160 24 25 20 5 3075 K83G1"XP 268,00 K83G1"FOR-XP 314,50
Campo di impiego Gruppo di materiali - Velocita di taglio m/min Campo di impiego Gruppo di materiali - Velocita di taglio m/min
ISO Application range Material groups - Cutting speed m/min ISO Application range Material groups - Cutting speed m/min
Gamme d'application Groupes de matiéres - Vitesse de coupe m/min Gamme d'application Groupes de matiéres - Vitesse de coupe m/min
P Acciaio - Steel - Acier - Rm = 1200 N/mm? 2001310 2'01_'320 2.01_'235 1.51_;0 ;15 B Acciaio - Steel - Acier - Rm =< 1200 N/mm? 2001310 2.(11-320 2.()1-235 1.51-;0 ;113 2001310 2001-'320 2.01-'235 1.51-'240 ;112
M Acciaio inox - Stainless steel - Acier inoxydable 1'02_'115 ;215 .6283 M Acciaio inox - Stainless steel - Acier inoxydable 1.02,'115 ;_2{(2) .62-'83 1.02_'115 ;,21'(2) .52_53
K Ghisa - Cast iron - Fonte 1.031'135 1.53_'240 K Ghisa - Cast iron - Fonte 1.03.'135 1.5%'240 1.03.'135 1.5%'240
N Leghe di Allumino - Al alloys - Alliage Al 2';'320 2.(:'235 N Leghe di Allumino - Al alloys - Alliage Al 2.5‘1::;20 2.(:'235 2.5‘3';.;20 2.(:'235
N Leghe di Rame - Copper alloys - Alliages de cuivre = 5.2 N Leghe di rame - Copper alloys - Alliages de cuivre 5.2 5.2
Truciolo lungo - Long chipping - Copeaux longs 20-25 Truciolo lungo - Long chipping - Copeaux longs 20-25 20-25

¢ Raccomandato - Optimal - Recommandé o Adatto - Suitable - Adapteé * Raccomandato - Optimal - Recommandé o Adatto - Suitable - Adapté



MASCHI A MACCHINA - Imbocco corretto per fori passanti mf MASCHI A MACCHINA - Elicoidali 48° per fori ciechi ﬁq}i}ﬁ
MACHINE TAPS - Straight flutes with spiral point for through holes MACHINE TAPS - Spiral flutes 48° for blind holes
TARAUDS MACHINE - Goujures droites, entrée gun, pour trous débouchant TARAUDS MACHINE - Goujures hélicoidales 48° pour trous borgnes

ISO 228 INOX | ACCIAIO INOSSIDABILE - STAINLESS STEEL - ACIER INOXYDABLE ISO 228 INOX | ACCIAIO INOSSIDABILE - STAINLESS STEEL - ACIER INOXYDABLE

DIN
5156
L2

DIN
5156

L1

55° (03
@@r—*
v RH 7| | H5

1[0

«%”%@ﬁ
) RH
e || G2

Profondita di filettatura - Thread depth - Prof. de filetage 3xD Profondita di filettatura - Thread depth - Prof. de filetage 3,5xD 3,5xD
Materiale - Tool Material - Substrat HSSV3 Materiale - Tool Material - Substrat HSSV3 HSSV3
Tolleranza - Thread tolerance - Tolérance du filetage 1ISO 228X Tolleranza - Thread tolerance - Tolérance du filetage 1ISO 228X 1SO 228X

Trattamento superficiale - Surface treatment - Revétement TXC Trattamento superficiale - Surface treatment - Revétement TXC TXC

@d1 P (7] |.1 LZ dz a z 7 ’g CODE ad1 P (7] |.1 |.2 dz a z % 'g CODE
GAS TP mm h9  hi2 él/a‘é € Netto GAS TP mm h  h12 %M € Netto € Netto
1/8 28 973 90 15 7 55 3 88 V25G1/8TXC 31,10 /8 28 973 9 15 7 55 3 88 V83G1/8TXC 34,80 V83G1/8FOR-TXC 52,40
174 19 13,16 100 22 11 9 4 118 V25G1/4TXC 43,30 174 19 13,196 100 15 11 9 3 118 V83G1/4TXC 48,10 V83G1/4FOR-TXC 73,20
3/8 19 16,66 100 22 12 9 4 1525 V25G3/8TXC 54,60 3/8 19 1666 100 15 12 9 4 1525 V83G3/8TXC 58,40 V83G3/8FOR-TXC 83,20
172 14 209 125 25 16 12 4 19 V25G1/2TXC 79,20 172 14 209 125 18 16 12 4 19 V83G1/2TXC 83,40 V83G1/2FOR-TXC 108,40
3/4 14 26,44 140 25 20 16 4 245 V25G3/4TXC 127,50 3/4 14 26,44 140 20 20 16 4 245 V83G3/4TXC 131,90 V83G3/4FOR-TXC 165,50
1” 11 33,25 160 24 25 20 5 30,75 V83G1"TXC 221,00 V83G1"FOR-TXC 258,50
Campo di impiego Gruppo di materiali - Velocita di taglio m/min Campo di impiego Gruppo di materiali - Velocita di taglio m/min
1SO Application range Material groups - Cutting speed m/min I1SO Application range Material groups - Cutting speed m/min
Gamme d’application Groupes de matieres - Vitesse de coupe m/min Gamme d’application Groupes de matieres - Vitesse de coupe m/min
P Acciaio - Steel - Acier - Rm = 1200 N/mm? 2'01_'235 1'51240 ;11; P Acciaio - Steel - Acier - Rm = 1000 N/mm? 2.01_'235 1.51240 (5)11; 2.01_'235 1.51_'240 :11;
M Acciaio inox - Stainless steel - Acier inoxydable 1.02_'115 ;21 (2) .6283 )3264 M Acciaio inox - Stainless steel - Acier inoxydable 1.02_'115 ;213 .6283 )32;' 1'02_'115 ;21(2) .6283 ;264

¢ Raccomandato - Optimal - Recommandé o Adatto - Suitable - Adapte ¢ Raccomandato - Optimal - Recommandé > Adatto - Suitable - Adapté



MASCHI A MACCHINA - Per fori ciechi e passanti con canalini di lubrificazione
MACHINE TAPS - For blind and through holes with oil grooves
TARAUDS MACHINE - Pour trous borgnes et débouchant avec rainures de lubrification ROl L

MASCHI A RULLARE - ROLL FORM TAPS - TARAUDS A REFOULER

Rm < 850 Nm/m? | Rm < 1200 Nm/m?2)

@d1
d2
Jw

521?5 ' [ =—-1 [ _ 1
§ e
I L1

~jf®|r

Profondita di filettatura - Thread depth - Prof. de filetage 3xD 3xD 3xD
Materiale - Tool Material - Substrat PM8 PM8 PMB8
Tolleranza - Thread tolerance - Tolérance du filetage 1S0 228X 1SO 228X 150 228X
Trattamento superficiale - Surface treatment - Revétement l TiN I TiN-G I TiN-G

@d1 P o Ly Lol Sl 8 Sans 2 CODE

GAS TPI mm h9  h12 € Netto

/8 28 973 90 15 7 55 5 925 P2CCG1/8T 41,00

174 19 13,16 100 22 11 9 6 125 pP2CcCG1/4T 57,30

3/8 19 1666 100 22 12 9 6 16 P2CCG3/8T 70,80

1/2 14 2096 125 25 16 12 8 20 P2CCG1/2T 84,60

3/4 14 2644 140 25 20 16 8 255 P2CCG3/4T 124,00

@d1 P (%] L NG daak a1 CODE
GAS TPl mm h9 hi12 € Netto € Netto
1/8 28 973 9 10 7 55 8 925 K2CCG1/8TG 45,80 K2CCG1/8FOR-TG 68,20
174 19 1316 100 13 11 9 8 125 K2CCG1/4TG 65,90 K2CCG1/4FOR-TG 93,00
3/8 19 1666 100 13 12 9 8 16 K2CCG3/8TG 81,40 K2CCG3/8FOR-TG 108,60
1/2 14 209 125 18 16 12 8 20 K2CCG1/2TG 97,00 K2CCG1/2FOR-TG 127,20
5/8 14 2291 125 18 18 145 8 22 K2CCG5/8TG 130,30 K2CCG5/8FOR-TG 170,60
3/4 14 2644 140 18 20 16 8 255 K2CCG3/4TG 138,80 K2CCG3/4FOR-TG 177,60
7/8 14 3020 150 18 22 18 8 29,25 K2CCG7/8TG 206,20 K2CCG7/8FOR-TG 252,70
0 M 2335 el 230 257 120 Bl 532 K2CCG1"TG 224,80 K2CCG1"FOR-TG 279,10
Campo di impiego Gruppo di materiali - Velocita di taglio m/min
1SO Application range Material groups - Cutting speed m/min
Gamme d'application Groupes de mat'éres \rtesse de coupe m/min
— T = T e
P Acdiaio - Steel - Acier - Rm = 1200 N/mm? " q @’, %ﬁi‘“’ W [ J ﬁi + _ : 3L, . A g = d . .
— i ) o ’21 T 32.‘2 23 = 22 .”2’3 524 522 23 t Qzldnl . . F b -4 o ] A k:‘.:\“ A ‘. 2 r\,:.&-.. Srtal s : M.-:\"\_ — l =l <, ——— .__\
AccIald Inox - Stalnles steal- Ader incaydable: B S Sl B oi0 1012 610 68 012 &0 68 Pt Y P-ROLL l MASCHI A RULLARE - ROLL FORM TAPS - TARAUDS A REFOULER Rm < 850 N/mm?

o = ST = S PENAR Doaa P G RN A D e . e e, e W

m MASCHIARULLARE ROLL FORM TAPS - TARAUDS A REFOULER Rm < 1200 N/mm?
*G\:""-

M
N Leghe di Allumino - Al alloys - Alliage Al

Leghe di rame - Copper alloys - Alliages de cuivre

* Raccomandato - Optimal - Recommandé 2 Adatto - Suitable - Adapté
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TAPS, ROLL TAPS, THREAD PLUG GAUGES AND DIES

THREADING TOOLS ITALIAN MANUFACTURER

Distribuito da:






