THREAD TECHNOLOGY

MADE IN GERMANY.
SINCE 1905.

more than



BOSS - Innovation seit iiber 100 Jahren

MI19055FFF4a , BOSSHE— NS mERNLEET RFISH.
Seit 1905 produziert BOSS fiir Sie hochwertige Gewinde-
werkzeuge.

REFE. BESENTRRETISEENE,
Unsere Philosophie ist dabei so einfach wie {iberzeugend:

Wir wollen die Qualitat Ihrer Erzeugnisse steigern und

dadurch die Rentabilitdt Ihrer Produkte erhdhen.
i

SRS '_"_' v i 1 R B BNEERNRT HIERIREES RS HRRINE,
o i Unser Weg: Technisch versierte BOSS-Mitarbeiter
entwickeln die Losungen, die Ihr Unternehmen bendtigt -

jetzt und in Zukunft.

RYh: BAFI—ELNBNESEEETFRERNTE. 0 :
Unser Erfolg gibt uns Recht - in vielen Branchen betreuen
wir anspruchsvolle und namhafte Geschiftspartner:
o REVAHESREHLIER
In der Fahrzeugindustrie und deren Zulieferern,
o ZEHHTIE
in der Mutternindustrie,
. AT
mﬂ!\%s ﬁnen und Anlagenbau,

Produktionstitte in Deutschiand [ ]

L ARl
BRI in der Luft- und Raumfahrt,

» EEW
im Werkzeug- und Formenbau sowie in der

» EFTI
Elektrotechnik und der Elektronik.

BOSS -mehr Sicherheit in der
Gewindeproduktion

" SENSHEIR
Gewindewerkzeuge aus HSSE und PM:

- HFB4# Maschinengewindebohrer
- $FIEZ28E  Maschinengewindefurcher
208425 Automaten-Muttergewindebohrer
- RkEHI43#  Sondergewindebohrer nach Zeichnung

» BRERLH
Gewindewerkzeuge aus Hartmetall

- ML Maschinengewindebohrer

- BIEL#E  Maschinengewindefurcher

- BRBUET)  Gewindefraser

- YREHIZ#E  Sonderwerkzeuge nach Zeichnung

= Gewindelehren
i

= Schneideisen
RF

Produktionstitte In Ung';n

@%UI(
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ersion
e

Type of Hole
FLAGFRSE

Surface Treatment

Catalogue-No.
BE

Tolerance

Application
1B

add. see Page 10, 11
cuo_lant

Cutting Speed vc
TIEIEE

dq B
R il
M2 0.4
M2.5 0.45
M2.6 0.45
M3 05
M3.5 0.6
M4 0.7
M5 0.8
M6 1

M8 1.25

01

A S M

Straight Flute, Straight Flute, Straight Flute, Straight Flute,
Form B, Form B, Form B, Form B,
with Spiral Point, with Spiral Point, with Spiral Point, with Spiral Point,

4 - 5 Threads Chamfer 4 - 5 Threads Chamfer ~ 4-5 Threads Chamfer 4 - 5 Threads Chamfer
=t B S, 81, kixf BiE , foiRfd
4-5/°5|85F 4-575|85F 4-549°5 |55 4-505 |55

7.1 A1 /W7, W
TiN-Coating #&4% TiN-Coating Z%& 87 B7]

MBLATF: 7265/80/JS
MBEL_E: 7275/80/JS

IS0 2-6H

MBLELF: 7265/80/JS
M8LA_L: 7275/80/JS

IS0 3-6G

Rapid-UNI

fl

Rapid-UNI

M#E<1200N/mm’ ( HRC38 )
AEM (304) BREK
EESE ( BEFEL0%LLT )

Wik , AEW , BEE « THIBRIR
BReK - i, U, AARge]

W% <1000N/mm’ ( HRC32) : 20-50%/9>
985 <1200N/mm’ ( HRC38 ) : 5-20%/%
IBEHAE (BEL10%LAT) : 30-50%/%
AW (304) : 10-20K/53

BREk : 20-50%/9>
l lo I3 d 0 @ d4 &
ek Tk Bk w2 me O RY  FE
41 88 138 3 25 1.60 M10 15
4 10 178 3 25 205 M12 1.75
4 10 178 3 25 215 M14 2
47 82 192 4 32 250 M16 2
48 84 194 4 32 290 M18 25
54 96 226 5§ 4 330 M20 25
62 12 27 65 45 420 M22 25
62 12 30 6 45 500 M24 3
79 15 32 @62 5 680 m27 3

MBLATF: 7265/JS
M8EA_L: 7275/JS

150 2-6H 150 3-66
Rapid-VA-G Rapid-VA-G
B (

- T

|

Aluminium Alloys, Copper Alloys
Eat @eE mEN

Cutting Oil or Emulsion
PIEEa AR

10 - 30 m/min  k/9

1 l2 g ol
2K 7K ZIK HE 0

75 18 40 7

82 21 42 8.5
88 24 49 10.5
95 24 48 125

100 25 54 14
106 25 50 15
115 25 55 17
120 30 60 19
130 30 675 20

5.5
6.5
8
10
b
12
13
15
15

MBLELTF: 7265/JS
MBLALE: 7275/JS

FEEEWMEL | TR <8004/ mm2(£JHRC22LAT)

g

(1
8.50

10.20
12.00
14.00
15.50
17.50
19.50
21.00
24.00



Version
e

Type of Hole
FLAGHRSE

Surface Treatment
HERE

Catalogue-No.
Cice=

Tolerance
BE

e
d e
']

Application
B
add. see Page 10, 11
Coolant
SEIpE
Cutting Speed vc
TIHIERE
dq P
R~ g
M2 0.4
M2.5 0.45
M2.6 0.45
M3 0.5
M3.5 06
M4 0.7
M5 0.8
M6 1
M8 1.25

Ca. 40° Ca. 40°
Right Hand Spiral, Right Hand Spiral,
Form C, Form C,
2 - 3 Threads Chamfer ~ 2 - 3 Threads Chamfer
A0° AR A0 Rk
2-31N 5|85 2-3P5|85F
i 7 07 Y
// 4 I 7 I
707 ' 707
7 v ) 97
TiN-Coating &5k TiN-Coating 24k

MBLATF: 4345/80/JS MBLATF: 4345/80/JS
MBEA_L: 6345/80/JS MBLA_E: 6345/80/JS

IS0 2-6H

Grulo-UNI

i

IS0 3-6G

Grulo-UNI

i

W% <1200N/mm’ ( HRC38 )
AR (304) BREk
EESE ( BFFEL0%LAT )

Wk, BN , HAE « HIBEIICR
BRek - R, Tl , FLiREgR]

MEk<1000N/mm’ ( HRC32 ) : 20-50%/%
MEE<1200N/mm’ ( HRC38 ) : 5-20:%/%
BHEAS (SFHE10%LAT ) : 30-50%/%

5580 (304 ) : 10-20%/%

h

41
45
45
47
48
54
62
62

BREE : 20-5034/9
2 3 d2 0o d4
2K 0K @K % WA L RY
88 138 3 25 1860 M10
10 178 3 25 205 M12
0 178 3 25 215 M14
82 192 4 3.2 250 M16
84 194 4 32 290 M18
96 226 5 4 330 M20
12 27 55 45 420 M22
12 30 6 45 500 W24
15 32 62 5 680 m27

70

KB M

Ca. 40° Ca. 40°
Right Hand Spiral, Right Hand Spiral,
Form C, Form C,

2 - 3 Threads Chamfer 2 - 3 Threads Chamfer
40°AhEtREER 40°GhiEtRhER
2-31 5|55 2-37 5|55

i ] :

’é‘i % ‘ 1 /

n . 1
87 =P}

MBLATF: 4345 /JS
MBLAE: 6345/JS

ISO 2-6H

Grulo-Spez.-G

l

;

MBLATF: 4345 /JS
MBLAL: 6345/JS

ISO 3-6G

Grulo-Spez.-G

f
d

Aluminium Alloys, Copper Alloys
EEEN , FHLH <8004 H/mm2(KIHRC22LATF)
Has HeE SEN

Cutting Oil or Emulsion
ISR R

10 - 30 m/min /%

P ] I2 I3 d @ g
B 2K 7K @K W ms L
15 75 18 40 7 55 850
1.75 82 21 42 85 65 1020
2 88 24 49 105 8 12.00
2 95 24 48 125 10  14.00
25 100 25 54 14 11 1550
25 105 25 50 15 12 1750
25 115 25 55 17 13 1950
3 120 30 60 19 15  21.00
3 130 30 675 20 15  24.00

02



Version
AE

Type of Hole
FLAGRNSE

Surface Treatment
FERE

Catalogue-No.
ik

Tolerance
A

I

Application
BRI

add. see Page 10, 11
Coolant
SR

Cutting Speed ve
TIELRE

dq P
RY e
M6 0.75
M8 1
M10 1
M10 1.25
M12 15
M14 15
M16 15
M18 15
M20 15
M22 15
M24 15

03

Ca. 40°
Right Hand Spiral,
Form C,

2 - 3 Threads Chamfer

Straight Flute,
Form B,
with Spiral Point,
4 - 5 Threads Chamfe

40°AheaRhiers Bl Soinf,
2-3705|85F 4-5405|85F
17 —
lfi’i” W,
TiN-Coating &4k TiN-Coating 2544
6345/80/JS 7275/80/JS
1SO 2-6H IS0 2-6H
Grulo-UNI Rapid-UNI
I [
§M#k<1200N/mm?’ ( HRC38 )
A (304) BREx
AEAS ( SEL0%LLT)

ek , AEW |, B5EE « TIHIBEILR
BRek : EER , Tl AT

§ME£<1000N/mm’ ( HRC32 ) : 20-503K/%
MEE<1200N/mm? ( HRC38 ) : 5-20:K/%
BEAS ( BFEL0%LAT ) : 30-50%/4

AEEH (304 ) : 10-20K/9%

l4 lo
2K UAR:S
62 12
70 15
75 18
75 18
82 18
88 18
95 18
100 20
105 24
115 24
120 24

I3
M
30
32
40
40
42
49
48
54
50
55
60

BREL : 20-50K/%

Ca. 40°

KB REA M F

Right Hand Spiral,

Form C,

2 - 3 Threads Chamfer

A0°hEARIER
2-315184

/;|=/ j!'

87
6345 /JS

1SO 2-6H

Grulo-Spez.-G
i

Straight Flute,
Form B,

with Spiral Point,
4-5 Threads Chamfe

Bif , ftinf
4-505|185F

T
L1

B87]
7275/JS

IS0 2-6H

Rapid-VA-G
[l

Aluminium Alloys, Copper Alloys
IEEEHH , AL <8004/ mm?(£JHRC22LLTF)

HEE BEE BiEN
Cutting Oil or Emulsion
BRI
10-30 m/min ~ ¥/%
dz 0 g )
=z Pufs X Az
6 45 5.20
6.2 5 7.00
7 5.5 9.00
7 55 8.80
85 6.5 10.50
105 8 12.50
125 10 14.50
14 11 16.50
15 12 18.50
17 13 20.50
19 15 2250



Version
e

Type of Hole
FLAOFPE

Surface Treatment
FERE

Catalogue-No.
BE

Tolerance
BE

Application

add. see Page 10, 11
Coolant
ISP
Cutting Speed vc
tIHBEE

dq P
R FH
N.4 - 40
N.E - 32
U R
N0 - 24
Nr.i2 - 24
1/4 -2
516 - 18
3/8 - 16
716 - 14
1/2 - 13
5/8 - 11
3/4 - 10
7/8 -9
1" - 8

2 - 3 Threads Chamfer

Ca. 40°
Right Hand Spiral,
Form C,

A0
2-373195F

7% L

1/4LLTF: 4345/80/JS 1/4LLF: 7266/80/JS

TiN-Coating Z&&k

2B

Grulo-UNI

I
¢

Straight Flute,
Form B,
with Spiral Point,

4 - 5 Threads Chamfe

=B
4-545|85F

S

[T

TiN-Coating &%k

2B

Rapid-UNI

§M%<1200N/mm? ( HRC38 )
G (304) BREK
BEEEE ( 2E10%LAT )

ek, ABI , BEE « TIHIBRZR
BRek - T, T, AAMARISRT

HSE BT RRE
I ) I3
=K ZAJ:S ;M
45 8.2 19.2
49 8.4 19.4
54 9.6 226
62 12 27
62 12 30
62 12 30
70 15 31.8
75 18 38.1
80 21 38.9
85 21 44.4
95 24 47.6
105 25 476
115 25 55.6
125 30 63.5

EHERBEM U N c

Ca. 40°

Right Hand Spiral,

2 - 3 Threads Chamfer

Form C,

A0 lEtEER
2-345|185

7

ﬁ ’

—
2
Zil
.
T

%

st

87

1/4LAF:  4345/JS
5/16LA_E:6345/80/JS 5/16LA k£:7275/80/JS  5/16LA E: 6345 /JS

2B

Grulo-Spez.-G

Straight Flute,
Form B,

with Spiral Point,
4-5 Threads Chamfe

Eft, Finfy
4-545|S5F

WY,
87

1/4LLF: 7265/JS
5/16LA £:7275/JS

2B

Rapid-VA-G

n

Aluminium Alloys, Copper Alloys
EEEMEL , AL <8004/ mm2(£IHRC22LAT)
HaE HEE RiEN

Cutting Oil or Emulsion
I EE R4

10 - 30 m/min /4>

i
gy
25
3.2

4
45
45
45

5
55

6

7

9

1

13
15

4 e

2.35
2.85
3.50
3.90
4.50
5.10
6.60
8.00
9.40
10.80
13.50
16.50
19.50
22.20

04



Version
e

Type of Hole
FLEVFRE

Surface Treatment
RERE

Catalogue-No.
BE

Tolerance
FEREE

K

I3

Application
BRI

add. see Page 10, 11
c'o_olant
SRS
Cutting Speed vc
TEERE

dq B
R< FE
Nr. 4 - 48
Nr. 6 - 40
Nr. 8 - 36
NL10 - 32
Nr12 - 28
1/4 -
516 - 24
3/8 -2
716 - 20
1/2 - 20

05

Ca. 40° Straight Flute,
Right Hand Spiral, Form B,
Form C, with Spiral Point,
2 - 3 Threads Chamfer ~ 4 - 5 Threads Chamfe
A0°AIERIER B STk,
2-310518F 4-5105|85F
L W
TiN-Coating &%k TiN-Coating Z5¢k

1/4LLF: 4345/80/JS 1/4LAF: 7265/80/JS
5/16LA_£:6345/80/JS 5/16LA_E:7275/80/JS

2B 2B

Grulo-UNI Rapid-UNI

i [

! 1

W% <1200N/mm’ ( HRC38 )
AN (304) BREK
BiESSE ( REL0%LAT )

Wk, A, HEE | TIHIHEESZUR
BRex - msERl , U, iR

PMEE<1000N/mm? ( HRC32 ) : 20-50:K/%
Ek<1200N/mm’ ( HRC38 ) : 5-203/%
EEEE (BEL0%LIT) @ 30-50K/%

RN (304) : 10-20%/4  BREE : 20-50:K/4%

11 2 I3
s AR <
45 8.2 19.2
49 11.4 19.4
54 187 226
62 13.9 27
62 12 30
62 12 30
70 15 318
75 18 38.1
80 18 389
85 18 4.4

Ca. 40°

EHIgFTREM U N F

Right Hand Spiral,

2 - 3 Threads Chamfer

Form C,

A0°ELEcEErR

2-3105|1S5F

i 1

i

=7

1/4LLF: 4345/JS
5/16L4_E: 6345 /JS

2B

Grulo-Spez.-G

i
¢

Straight Flute,
Form B,

with Spiral Point,
4-5 Threads Chamfe

BiE , feinfy

4-515|9F

U1
=

1/4LAF: 7265/JS
5/16LA L: 7275 /JS

2B

Rapid-VA-G

Aluminium Alloys, Copper Alloys

EESWY , HALD 80043/ mm2(AIHRC22LLT)

HEe BaE SN
Cutting Qil or Emulsion
TIEHE PR
10 - 30 m/min /%>
dp rl @
iz PufE i 1 P
3 25 2.40
4 32 2.95
5 4 3.50
55 45 4.40
55 45 4.60
6 45 5.50
6.1 5 6.90
7 55 8.50
8 6 9.90
9 7 11.50



LplikEm37e HSSE DIN 376 M

Version Straight Flute, Ca. 25° . Ca. 40°
pre " Fsol;iTal Bﬁolm, Right Hand Spiral, Strg:ﬂtl 'gt’te' Right Hand Spiral,
4 -5 Threads Chamfer, Form G, 3.5 - 5 Threads Chamfer Form G,
with Interrupted Threads 2 - 3 Threads Chamfer ™ B 2 - 3 Threads Chamfer
B, 5ot 25°FliEgiE 35-5031SF A0 FHEARIE
4-5405|SoF B 22 2-315|55 2-34°5|85F
Type of Hole o v /[:/ I f/ i %ﬁl// /+V
FLAoRRE o . . /7 2 7 2
%’%?%%Tmm“t TiCN-Coating 425k TiN-Coating #%& TiCN-Coating 4%k TiCN-Coating %%k
Catalogue-No.
ey 7880 6890 6853 6245/81
g{g‘"“ BHX BHX BHX IS0 2-6H

Rapid-S Rsp-Spez.-S D-PM Grulo-Spez.-R TiCN

; d2

o ' i
Application BEMRREE  Hh BEMEREE AN
B <16004-8f/mm? <140044/mm? #BRER42-50 HRC ﬁﬁstﬁ?z/ mm2
add. see Page 10, 11 (#JHRCABLLT) (#JHRCA4LLT) ( )
Coolant Special Cutting Oil Special Cutting Ol Cutting Oil or Emulsion Cutting Gil
N . ! or Special Cutting Oil
gj“;;%“;m“"“ 2 - 4 m/min 3K/ 2-4m/min ¥/%  3-10mmink/4  5-20 m/min K/%
dy P Iy I2 d2 0
R e Sk T i k) Y ae
M 2 0,4 45 8 28 2.1 1,60
M 25 0,45 50 9 28 21 2,05
M 3 05 56 10 35 27 2,50
M 35 06 56 10 4 3 2,90
M 4 07 63 12 45 34 3,30
M 5 08 70 14 6 49 4,20
M 6 1 80 16 6 49 5,00
M 8 125 90 18 8 6.2 6,80
M 10 15 100 20 10 8 8,50
M 12 175 110 18 9 7 10,20
M 14 2 110 20 1 9 12,00
M 16 2 110 20 12 9 14,00
M 18 25 125 25 14 11 15,50
M 20 25 140 2 16 12 17,50

06



Version
HE

Type of Hole
FLayihsEe

Surface Treatment
EERE

Catalogue-No.
Bg

Tolerance
BE

9 1
: a2
7

= ; ol
Application
SRR
add. see Page 10, 11
Coolant
REE RS
Cutting Speed vc
TIHIERREE
dq |2)
R¥< P i)
M2 0.4
M2.5 0.45
M2.6 0.45
M3 05
M3.5 0.6
M4 0.7
M5 0.8
M6 1
M8 1.25

o7

Straight Flute,
Form B,
with Spiral Point

4 - 5 Threads Chamfer

=L
4-515|S5F

W
Steam Tempered &4t

Ca. 40°

Right Hand Spiral,

Form C,

2 - 3 Threads Chamfer
40°AlERNER
2-340°5|85F

77 77
%V N
Z 77

Steam Tempered &1t

MBLATF: 7265/78/JS  MBLA T : 4345/78/JS
MBLA_E:7275/78/JS  MB8LA_LE: 6345/78/JS

6HX
Rapid-VA-G

6 - 10 m/min
lq lo I3 do 0
2K K @ik #=F OA
4 8.8 138 3 2.5
45 10 178 3 25
45 10 178 3 25
47 82 192 4 3.2
48 8.4 194 4 3.2
54 985 226 5 4
2 12 27 55 45
62 12 30 6 45
70 15 32 62 5

Gr

6HX

ulo-Spez.-G

Ca. 40°

Right Hand Spiral,

2 - 3 Threads Chamfer
AletRiER

Form C,

40°
2-315I85F

TiN-Coating #%x

4

AHEKER M

Straight Flute,
Form B,
with Spiral Point,
- 5 Threads Chamfe
BEfE

4-5105|85F

i
TiN-Coating 2%k

MELLTF: 4345/80/JS MBLEATF: 7265/80/JS
MBLEAL: 6345/80/JS MBLALE: 7275/80/JS

ISO 2-6H

Grulo-UNI

Stainless Steels (V2A-Steels)
A~E5EM (304,430,403)

Cutting Oil or Emulsion

KI5y

g

~leDil-

1.60
2.05
215
2.50
2.90
3.30
420
5.00
6.80

ISO 2-6H

Rapid-UNI

{

i

-t

e
10 - 20 m/min /%>
d1 P I lo I3 do B] @
R~ il 2K 0K @K W U %
M10 1.5 75 18 40 if 55 8.50
M12 1.75 82 21 42 85 65 1020
M14 2 88 24 43 105 8 12.00
M16 2 95 24 48 125 10  14.00
M18 2.5 100 25 54 14 1 15.50
M20 25 105 25 50 15 12 1750
M22 2.5 115 25 55 17 13 19.50
M24 3 120 30 60 19 15 21.00
m27 3 130 30 675 20 15  24.00



Version
e

Type of Hole
FLEFRE

Surfgea Treatment

1

Catalogue-No.
s

Tolerance
BE

Application
EFE

add. see Page 10, 11
Coolant
SEDRRE
Cutting Speed vc
TIHERE

dq P
R FiE
M 4 07
M 5 08
M 6 1

M 8 1,25
M 10 15
M 12 1,75
M 14 2

M 16 2

M 20 25
M 24 3

M 30 35

Ca. 40° Straight Flute,
Right Hand Spiral, Form B,
Form C, with Spiral Point
2 - 3 Threads Chamfer 4 - 5 Threads Chamfer
A0°BHEREH Hig , finfk
2-318|18F 4-51°5|85F
o =
% éir/ o7
0 U Y
Steam Tempered &t Steam Tempered &4
6445 7375
6HX 6HX
Grulo-Spez.-G Rapid-VA-G

Stainless Steels (V2A-Steels);

A555M(304,420,430)
Cutting Oil Cutting Qil
or Emulsion or Emulsion
ELREZLR YIHHE 2L IR
6 - 10 m/min #/% 6 - 10 m/min #/%
4 I2 d2
2K VIS w2
63 8 2.8
70 10 35
80 12 45
90 15 6
100 18 7
110 18 9
110 20 11
110 20 12
140 25 16
160 30 18
180 35 22

k@376 HSSE DIN 376 M

Ca. 40° Straight Flute,
Right Hand Spiral, Form B,
Form C, with Spiral Point
2 - 3 Threads Chamfer 4 - 5 Threads Chamfer
40°HEIRNER Big | LR
2-315|S5 4-505|85F
) 1
TIiCN-Coating %25 TIiCN-Coating %25k
6445/81 7375/81
BHX 6HX
Grulo-Spez.-G TiCN Rapid-VA-G TiCN

Stainless Steels (V4A -Steels)

AS555M(316,430F)
Cutting Ol Cutting Oil
or Emulsion or Emulsion
PELRE R PERE AR
10- 20 m/min /% 10 - 20 m/min K/
0
PLt)=) _iemjlﬁé
2.1 3,30
i 420
34 5,00
49 6,80
55 8,50
7 10,20
9 12,00
9 14,00
12 17,50
14,5 21,00
18 26,50

08



Version
HE

Type of Hole
FLAYERSE

Surface Treatment
KERE

Catalogue-No.
fici=

Tolerance
e

m) :
| g2

of ]
Application
=R
add. see Page 10, 11
Coolant
I RES
Cutting Speed vc
ELEE
dq P
R~ B
M3 05
M3.5 06
M4 0.7
M5 0.8
M6 1
M8 1.25
M10 15
Mi2 1.75
M14 2
M16 2
M18 25
M20 25

09

Straight Flute,
Form C,

2 - 3 Threads
Chamfer

Bit
2-375|85F

n
NN

Nitrided &ift

MBLAF: 4058/JS
M8LL_E: 6008/JS

6HX

C-GG

Grey Cast Iron
KBk

Cutting Oil
TIEH

10 - 20 m/min /%

h
ES3N

47
48
54
62
62
70
75
82
88
95
100
105

AHKEMR M

traight Flute, i Ca. 40°
2 F:g'r:l C & Str?:l.?nh; I;lute. Right Hand Spiral,
: - Form C,
2 -03;! Trl:l;eads 4- Sh}irzreads %hamfer, 2 - 3 Threads Chamfer,
amifer S and Dry MKS and Dry
=L =11 40°EHEIRIER
2-315|185F 4-515|85F 2-348|55F
N W/ 1
- 7 — /*I :
TIAIN-Coating &i58445k  TIAIN-Coating &$844sk  TIAIN-Coating &Es8/LER
MBLLF: 4358/4JS MBLLF: 7270/JS MBLAF:  4340/JS
M8LLE: 6308/JS M8ELE: 7271/JS MBLAE: 6340/JS
BHX 6HX BHX
C-GG T™ Rapid TM Grulo T™M

Grey Cast Iron; Nodular Cast Iron;
Malleable Cast Iron; Vermicular Cast Iron
IkIEsEk SRIKEEEk TRERTEEL SRR EL

Dry, Air or Emulsion
FH SLaFlik

20 - 50 m/min /%

Iz I3 d2 (| g
DR < Wiz =] ﬁm,}lﬁé
8.2 19.2 4 3.2 250
8.4 19.4 4 3.2 2.90
96 226 5 4 3.30
12 27 55 45 4.20
12 30 6 45 5.00
15 32 6.2 5 6.80
18 40 7 5.5 8.50
21 42 85 6.5 10.20
24 49 105 8 12.00
24 43 125 10 14.00
25 54 14 11 15.50
25 50 15 12 17.50



oSS

Ak EN376 HSSE DIN 376 M

. Ca. 40°
;;gﬂll Straight Flute, Straight Flute, Straight Flute, Right Haand Spiral,
Ay Form C, Form E, Form B, Form C,
2 - 3 Threads Chamfer 1,5 - 2 Threads Chamfer 4 - 5 Threads Chamfer, 5 _ 3 threads Chamfer.
ity T MKS Eag Dry MKS and Dry
2-3703 185 15-203|55F 40°EhEsRhER
5! = 4-5/3|SF 2313187
Type of Hole /[% /!‘”“ o v
7 7 4 i 1 e i ——t— / ZH7
L Z0 | 77 (. W
;g"“ TiAIN-Coating %safksk  TIAIN-Coating E4Sfksk  TIAIN-Coating ZiSfksk  TIAIN-Coating Ssafksk
Iz
gﬁ?"""""“' 6308 4359 7271 6340
=7
g;“"“ BHX BHX BHX BHX
C-GG ™M E-GG TM Rapid TM Grulo TM

h

b
o L]
Application Grey Cast Iron; Nodular Cast Iron;
EAME Malleable Cast Iron, Vermicular Cast Iron
add. see Page 10, 11 KB RNk TREBEF Ik TRIRER gL
Coolant Dry, Air
T or Em‘ulsmn
T2 SRk
fﬁ;ﬁ'&’é“‘"‘“ FUHH 15 - 30 m/min - /53 IRESHMIUGE 20 - 50 m/min /9
dq P I I2 d 0 @
R~ oFiE i T w2 P B AR
M 4 07 63 12 28 2.1 3,30
M 5 08 70 14 35 27 4,20
M 6 1 80 16 45 34 5,00
M 8 1,25 90 18 6 49 6,80
M 10 15 100 20 7 55 8,50
M 12 1,75 110 2 9 7 10,20
M 14 2 110 24 1 9 12,00
M 16 2 110 2 12 9 14,00
M 18 25 125 30 14 11 15,50
M 20 25 140 30 16 12 17.50
M 22 25 140 30 18 14,5 19,50
M 24 3 160 36 18 14,5 21,00
M 30 35 180 40 22 18 26,50

10



Version
e

Type of Hole
FLAGRNZE

Surface Treatment
RERE

Catalogue-No.
BE

Tolerance
BE

/]

dq

Application

add. see Page 14, 15
Coolant
AR

Cutting Speed vc
tIHERE

dq P
R~ oFiE
M3 0.5
M3.5 06
M4 0.7
M5 08
M6 1
M8 1.25
M10 15
M12 1.75
M14 2
M16 2
M18 25
M20 25

11

Ca. 40° Straight Flute,
Right Hand Spiral, Form B,
Form C, with Spiral Point,
2 - 3 Threads Chamfer 4 - 5 Threads Chamfer
40°GhEiEhERA =t |
2-315|85F 4-515|S5F

77 7
0 L

DLC-Coating £RI5

DLC-Coating £mI5

MBLATF: 7450/J8
MBLALE: 7451/JS

IS0 2-6H

MBLATF:  4350/JS
MBLLE: 6350/JS

IS0 2-6H

Grulo-Alutop Rapid-Alutop

A B
¢ ¢

Aluminium Alloys, Copper Alloys
wHaEe HEEE (85E12%)
BEXaE BHESE

Cutting Oil or Emulsion
IEIREFL R

20 - 50 m/min /%

lh Iz I3
2K UBE:S ;i
47 82 19.2
48 8.4 19.4
54 96 22.6
62 12 27

62 12 30

70 15 32

75 18 40

82 21 42

88 24 49

95 24 48

100 25 54

105 25 50

AHEIKBEM M

Ca. 40° Straight Flute,
Right Hand Spiral, Form B,
Form C, with Spiral Point,
2 - 3 Threads Chamfer ~ 4-5 Threads Chamfer
40°EHEIRER B soise
2-31N5|18F 4542|126
H ZE /
):V n o
7 /i Y,
B7] =87

MELLF: 4345/4S MBELF: 7265/JS

MBLLE: 6845/JS M8LLE: 7275/JS
ISO 2-6H IS0 2-6H
Grulo-Spez.-G Rapid-VA-G

oo
!

4

Aluminium Alloys, Gopper Alloys
45E | 4R, $EE S EEE SEN

Cutting Oil or Emulsion
TIHRESEL R

10 - 30 m/min /%

fz | g ,
Wz s A=

4 3.2 2.50

4 3.2 2.90

5 4 3.30

55 45 4.20

6 4.5 5.00

6.2 5 6.80

7 55 8.50

85 6.5 10.20
10.5 8 12.00
12.5 10 14.00

14 11 15.50

15 12 17.50



Version
Hise

Type of Hole
LA

Surface Treatment
FEHAHE

Catalogue-No.
e

Tolerance
MR

E da
Application
SRR
add. see Page 10, 11
Coolant
g LS
Cutting Speed vc
tIEEE
dq B
RY Pyl
M 2 04
M 25 0,45
M 3 05
M 4 07
M 5 08
M 6 1
M 8 1,25
M 10 15
M 12 1,75
M 14 2
M 16 2
M 18 25
M 20 25

Ca. 45° Straight Flute,
Right Hand Spiral, Form B,
Form C, with Spiral Point,
2 - 3 Threads Chamfer 4 - 5 Threads Chamfer
AS IR BiE , i
2-31\5|85F 4-5153|S5F
7 L W,
B7] 87
6044 7411
IS0 2-6H IS0 2-6H
Grulo-Alu Rapid-Al

i

Aluminium, Copper, Copper Alloys
5s | 4, WEE

Cutting Qil or Emulsion
LIHREPLE

10 - 30 m/min ¥/4%

ly I2 d2
K Dk Wz
45 8 28
50 9 28
56 10 3,5
63 12 45
70 14 6
80 16 4.5
90 18 6
100 20 7
110 22 9
110 24 11
110 26 12
125 30 14
140 30 16

olikeEm37e HSSE DIN 376 M

Ca. 40° Ca. 40°
Right Hand Spiral, Right Hand Spiral,
Form C, Form E,
2 - 3 Threads Chamfer 1,5 - 2 Threads Chamfer
A0°EHEIREER 40° e
2-315|85F 152905185

2 07 07
1 1
= 7 7

DLC-Coating £RI7

DLC-Coating £RIA

6350 6351
ISO 2-6H IS0 2-6H
Grulo-Alutop Grulo-Alutop

Aluminium Alloys, Copper Alloys
AaE BEaS (B5E12%)

BESS BFas
Cutting Oil or Emulsion
TIHIRERZL R
20 - 50 m/min /%
8]
L)) ﬁ Az
o=

21 1,60

21 2,05

o 2,50

34 3,30

49 4,20

34 5,00

49 6,80

55 8,50

7 10,20

9 12,00

9 14,00
11 15,50
12 17,50
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Version
HSE

Type of Hole
FLEGFNZE

Surface Treatment
EESE

Catalogue-No.
BE

Tolerance
BE

| g
o
|
Application
=R
add. see Page 10, 11
Coolant
REIRNE
Cutting Speed v¢
YR
dq P
R¥ ]
M 17 0,35
M 2 0,4
M 25 0,45
M 26 0,45
M 3 0,5
M 4 07
M 5 08
M 6 1
M 8 1,25
M 10 15
M 12 1,75
M 14 2
M 16 2

w

P

Unalloyed and Alloyed Steels;
Tensile Strength =< 1200 N/mm?

{44 < 120044%/mm? (2JHRC38)

2K

36
40
44
4
46
52
60
62
70
75
82
88
95

Cutting Oil
or Emulsion
IR EE R 4

20 - 30 m/min /%

I2
VLS
8
8
10
10
10
10
11
12
18
19
23
25
27

Wz

c’i_mm.h-wmwm
w

~ o
n

oo
2,

10,5
12,5

(V2A- and V4A-Steels)

KFkEM  HSSE/PM

Form E, Form D, Form C, Form C,

1,5-2 Threads Chamfer, 3.5-5,Threads Chamfer, 2-3 Threads Chamfer, 2-3 Threads Chamfer;
fromM 5 from M 5 from M 5 from M 5
with Qil Flutes with Oil Flutes with Oil Flutes with Oil Flutes
1.5-24°5|SF 3.5-55|SF 2-315|85F 2-315|SF
MSEAEBBE MSLLEBiEA MSLEAEBHA MSLAEBEHA

7 2R
/' f% 9 17, — Zk ?
P [} 7 P2t bz ¥ i ! A4
A1 ) Gl a0 . 91 2
TiN-Coating #%&  TiN-Coating %%k  TiN-Coating &KX  TiCN-Coating 225K
K9O888/80 K9666/80 KO777/80 KO777/81
GH3ZIGH9 GH3ZIGH9 GH3ZIGH9 GH3ZIGHY
Formex TiN Formex TiN Formex TiN Formex TiCN

Stainless Steels

W
Cutting Oil
or Emulsion
IEHEL LR

i
Form C,

2-3 Threads Chamfer;
from M 5
with Oil Flutes

2-315|S5F
MSLAEBHAE

=

RS

W

B7]

KO777

GH3ZGHI

Formex CrN

Aluminium Alloys,
Copper Alloys

HEE , WEE

UIEHEFLICR

10 - 20 m/min 2K/43 30 - 40 m/min /%>

0 *
% -laDl- ¥L@
25 1,53
25 1,8
23 2,28
2.9 2,38
32 2,8
4 3.7
45 4,65
45 5,55
5 7.4
L 93
6,5 11,2
8 13,1
10 15,1



Version
e

Type of Hole
FLAOFRSE

Surface Treatment
FEFRE

Catalogue-No.
Eici=

Tolerance
b3

ERsoncemacs

Unalloyed and Alloyed Steels;
Tensile Strength =< 1200 N/mm?

W4 < 1200435/mm? (£9HRC38)

Cutting Oil
or Emulsion
tIERERZLR

KEkEM  HSSE/ PM M

Stainless Steels

(V2A- and V4A-Steels)
EEM

Form E, Form D, Form C, Form C, Form C,
1,5-2 Threads Chamfer, 3.5-5,Threads Chamfer, 2-3 Threads Chamfer, 2-3 Threads Chamfer,  2-3 Threads Chamfer,
from M 5 from M 5 from M 5 fromM 5 from M 5
with Qil Flutes with Oil Flutes with Oil Flutes with Qil Flutes with Oil Flutes
1.5-215|S5F 3.5-505 |5 2-315 |85 2-31°5|55F 2-315|185F

M5LA A M5B A MSLLEBBE MSLL BB A M5 EEHAE
7N o7 a7 7T
i ér?—/ i i‘i ;/ e e /{‘I , J: /
70 ) 978 ) B 77 - U9 1
TiN-Coating #%k  TiN-Coating %Kk  TiN-Coating %Kk  TiCN-Coating %25X 87
K9888/80 KO666/80 KO777/80 KO777/81 KO777
GH3ZIGHI GH3ZIGH9 GH3ZIGHI GH3ZIGHI GH3ZIGHI
Formex TiN Formex TiN Formex TiN Formex TiCN Formex CrN

Aluminium Alloys,
Copper Alloys

Hed , ies

Cutting Oil

or Emulsion
TERE 2L tIERE R

20 - 30 m/min 2K/%

10 - 20 m/min >K/43 30 - 40 m/min /5>

Application
SRR

add. see Page 10, 11
Coolant
SRR
Cutting Speed vg
YIEhEE

dq P
R> e
M 1 0,25
M 12 0,25
M 14 0.3
M 16 0.35
M 17 0,35
M 2 04
M 25 0,45
M 26 0,45
M 3 05
M 35 06
M 4 07
M 5 08
M 6 1

4 I2 da r 2
2K T 1w L) =] X AE

31 55 3 25 0,88
31 6 3 25 1,08
34 6,5 3 25 1,25
36 7 3 25 1,43
36 10 3 25 1,53
40 11 3 25 18

44 15 3 25 2,28
44 15 3 25 2,38
46 18 4 3,2 28
46 18 4 3,2 3,2

52 20 5 4 3,7

60 22 55 45 4,65
62 24 6 45 5,55
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El = Null

t =T, (Qual. 5)

Kiasse 3

=
1R (rpm) BAEIEE (m/min)
2 3 4 5 ‘ 20 ; 30 40 50 60

M1 318 637 955 | 1274 | 1592 | 1910 | 2548 | 3185 | 3822 | 4777 | 6396 | 7962 | 9554 | 12739| 15924 19108
M2 159 318 478 637 796 955 | 1274 | 1692 | 1911 | 2388 | 3185 | 3981 | 4777 | 6396 | 7962 | 9554
M3 106 | 212 | 318 | 425 531 637 | 849 | 1062 | 1274 | 1592 | 2123 | 2654 | 3185 | 4246 | 5308 | 6369
M4 80 159 | 239 | 318 | 398 | 478 | 637 796 | 955 | 1194 | 1592 | 1990 | 2389 | 3185 | 3981 | 4777
M5 64 127 191 255 318 | 382 510 | 637 764 955 | 1274 | 1592 | 1911 | 2548 | 3185 | 3821
M6 53 106 159 212 265 318 425 513 637 Y96 | 1062 | 1327 | 1592 | .2123/| 2653 | 3185
M8 40 80 119 | 159 | 199 | 239 | 318 | 398 | 478 | 597 | 796 | 955 | 1194 | 1592 | 1990 | 2388
M 10 31 64 96 127 159 191 255 | 318 382 478 637 | 796 | 955 | 1274 | 1592 | 1911
M 12 26 53 80 106 133 159 212 265 318 398 531 663 | 796 | 1062 | 1327 | 1592
M 14 23 45 68 91 114 136 182 227 273 341 455 569 | 682 910 | 1137 | 1365
M 16 20 40 60 80 100 119 159 199 239 299 | 398 | 498 | 597 796 995 | 1194
M 18 18 35 53 71 88 106 142 177 212 265 354 442 531 708 885 | 1062
M 20 16 32 48 64 80 96 127 159 191 239 | 318 | 398 | 478 | 637 | 796 | 955
M 25 13 25 38 51 64 76 102 127 163 191 255 318 382 510 637 | 764
M 30 11 21 32 42 LT 64 85 106 127 159 212 | 205 | 318 | 425 531 | 637
M 35 9 18 27 36 45 55 73 91 109 136 182 227 273 364 455 | 546
M 40 8 16 24 32 40 48 64 80 96 119 159 199 239 318 398 | 478
M 45 7 14 21 28 35 42 57 71 85 106 142 177 212 283 354 | 425
M 50 6 18 19 25 32 38 51 64 76 96 127 | 159 | 191 255 | 318 | 382

Azt rew-TERIECET = RS REN

15




HOW TO CHOOSE THE RIGHT TAP nfatmiEwue s

Company 2&%# : Person A :

Date BI8:

Consumption / Year (in Pieces) /& (%) :

Type w2t Through Hole Blind Hole
#IL =EiR
Dimension R+ : 77t 75—t
| 1)
i ;
Tolerance 45 : t / i
|
| o A % 7
Right Hand 8¢ [] Left Hand =2 [ | ShortThread  DepthofThread |  Depthof Thread  Depth of Thread
a5 upto2-3xd, 1,5xd, upto3xd,
Depth of Core Hole #L5% : mm ol - o
[ O @ O
Depth of Thread == : mm Please, mark i&4i% Please, mark 4%

Workpiece / Material Tf/#%l Tool Presently Used BwifEmasLss

Material Designation ##iiigs -
Material Number #its :

Hardness / Tensile Strenght &g/t :

Application mT&%

Required / Limits to Cutting Speed Z=skat/mAaosmisisn - Further Details / Problems it—ss#sif/
[ 1 Emulsion =mpem Clory ¥ =

Coolant 74#pfsat, - (] cutting Oil ms (] MKS mast

Machine #1& :

Tool Holder / Compensation Chuck 7o/t «

Recommendation #zmsS

Art-No. ®8: Coating %2 :

16
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