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We strive continuously to provide ;_mreiﬁ‘:}'lutinns for threading application
[ ] -
in order to satisfy our customers w,d o | ciﬁse their productivity by supplying

the right tap that suits their applicatl'cﬁ.
v
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Our endeavor is to continuously offer total solutions in threading applications, in order to del‘q 1t gur eys omers
and increase their productivity by supplying the right tap for their specific applications. e 4

\‘ 4‘.

Established over 25 years ago, Emkay has emerged as a leader in the thread cutting toolg@: v/ 1in I??ffeﬁﬂwg superior
value to its customer. Ensuring the right product for each customer specific produgtion requirement and timely
deliveries have given us a tremendous competitive advantage in this high-precision ing.st El".uk‘}erealiz that a
prerequisite imperative to implementing ideas are the right thread cutting tools, with,i. vhic/yfanufacturing is
impossible. We ensure a consistent supply of high quality and high performance thread cutting tools to not just satisfy
our customer requirements but also contributing to technical evolution. Thls'qfdone bysdvising and guiding them
from theiinitial ideato executing the specific application effectivelyand prodé” " vdly. &
'y - e
With a stock of over 7500 different sizes and styles, Emkay has beccﬂzgu,_ _ﬁ@_unf}!&y's benchmark for quality and
performance. This coupled with our expertise of working together with‘the usey, ndustry to arrive at solutions and
improvements in tapping requirement has positioned Emkay a?i?ﬂt&iqge;widé*r'in the domain. Partnering with
Emkay offers the customer access to its massive data bank of su€cessiul operati8ns with every conceivable material in
wide spectrum of tapping parameters. Emkay advancement in cAl ._‘j!'-".w Mén and productions have resulted in
very high quality thread cutting taps, setting new stand@&s in pﬁd::ﬂviﬁy and performance in cutting of alloys,
stainless steels and difficult to machine materials. ( N Y W
awm ] -

At Emkay, we have gained our customers' trust 7nd s pp ::r‘s_’thrnugh our total commitment to consistent
technological advancement. A continuous efforts, to ifiprove on our past achievements has been made by
implementing Kaizen, virtually on daily basis for the evclamgt; :%Icgical advancement in tapping applications.

J "y, YV

\ ¥V .
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EMKAY TOOLS P " i

With more than 7500 varig,
Emkay Tools is in a positie
taps to the cu:

Emkay Tools team comprises of highly
trained engineers and skilled manpower
dedicated to developing highest quality
ground thread taps for use in today's most
aggressive conditions.
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HI-PERFORMANCE TAPS
(HSS + 5% COBALT)V

These are manufactured out of HS5-E steel
(5% Cobalt). The advantages of these over conve
HSS (M2) taps are as follows:
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HI-PERFORMANCE
THREAD FORMING TAPS

(A DIFFERENT WAY OF PRODUCING INTERNAL THREADS)

afl for machine

Flutel Tap, HI-Performance
d Tap have no flutes or
ing e but have special roll

@.lobes with circular lands and

to be considered, specially
alculated tapping drill sizes are
necessary.

For tapping depths, more than twice the
tap diameter, Roll Taps with cil grooves
are recommended. These grooves
provide a passage for the lubricant and
also for the escape of air and oil to avoid
a piston effectin blind holes.

Please refer to page no50 & 51 for
detailed description about Thread
Forming Taps.

RMANCE SPIRAL
APS

OLE TAPPING)

Spiral Fluted Taps are designed primarily
for machine tapping in blind holes. They
are suitable for tapping in soft materials
such as aluminium and soft steels, which
produce long and stringy chips. The shear
action provided by the spiral flutes draws
the chip out of the hole, allowing greater
depth of threading without chip clogging.

WWW.AZARSANAT.COM
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HI-PERFORMANCE
SPIRAL POINTED TAPS

(FOR THROUGH HOLE TAPPING)

cializes in application

various applications. Spiral Point
sun Mose Tap with 3-4 threads
er is recommended for tapping in
ROUGH HOLES. These taps
ormally push the chips down the hole
and are suitable for materials like

aluminium, stainless steel, general
purpose steel, forged steel etc.

Emkay Tools has developed application

taps for Cast Iron Tapping, having a
special geometry and thread tolerance
which is suitable for tapping in Cast Iron
and also in short chipping 5.G. lron.
These taps have chamfer of 2 thread
lengths and can be used for both through
holes and blind holes.

WWW.AZARSANAT.COM
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HI-PERFORMANCE
NIB/NUT TAPS FOR NUT TAPP

b Taps are specially made

pping of nuts in high

apping Machines in
ai=Nals like stainless steel etc. These
: afe appropriate geometry and
flute profile which deliver high quality
nd consistency in threading. They can

also be designed to specific tolerances
and applications to suit customers'

working conditions.

In addition to standard range of Taps,
Ep) also manufactures Taps as per
drawings, special dimensions &
tolerance class on specific request from
a customer. @ also manufactures
Thread Milling Cutters.
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New Developments .
Ly ©F

e ———— ”
Powder metallurgy high speed steel grade is a premium steel engineered for hardness, wear resistanea,_mum&. heat e
resistance, toughness, strength and performance under difficult cutting conditions with hlghq"-:_!fr:ing speeds for
increased productivity. : ‘\‘ , 2
APPLICATION : . &

{a) ALLUMINIUM : Recommended for all types of aluminium alloys. o -

(b) EXOTIC ALLOYS : Recommended for steels, steel alloys, stainless steelsl,‘,‘:'vta-w“ 3IIQ5, nWeI

and nickel base alloys and other exotic alloys. y - <

(c) HARD MATERIALS : Recommended for harder (32Rc-45Rc) materi§§j r"n.c‘fw:jing stééalloyﬁi
titanium alloys, nickel base high temperature alloys, tool and mold steels, and stai teels.

(d) CAST IRON : Recommended for all types of gray, ductile d r‘ﬂ:mﬂhi.‘ast iron, Emkay has started
manufacturing high performance taps in superior grade powdag mataburzy bigh speed steel. Emkay is now
rmaintaining stock of superior grade powder metallurgy high s | steel in all standard sizes, mainly in
metric sizes ranging from 3 mm to |4 mm. These taps aré *bailable ke fﬂlowing varieties:

P N

a. Fluteless Taps for blind & through hole in ductile nyeﬁals. Y 4

b. Spiral Pointed Taps for through hole application “a -

c. C.|. Tapsfor Castlron applications. 4

d. Spiral Fluted Taps for blind hole applicatia'r .y wm N

\ ¥V .
We gre _also manufacturing different Erigties ir\:upﬂnr powder metallurgy high speed steel for user-specific
applications on request. p
AW ot N "o
Carbide Taps

The srmctu’e'd carb ﬁzﬁ-m'stable with consistent sub-micro grain particles and hard in nature with character,

more resis r o al..'i:.dh‘;i’ﬂ. pressure, heat, and material adhesion. Carbide is more brittle, therefore

contributory factors to success or failure may comprise of the following : rigid work piece - rigid tapping avoiding
shnﬂ!l- ::@Alndesﬂab[ez hoat" - vibration. Carbide Taps offers a longer/faster and more consistent performance in

‘srb,ni"ﬁc ﬂEpEi/cﬁiPrt.

“plicaATioN:
= (a) High voltme production in materials with abrasive qualities like castiron and aluminium - silicon alloys
@ . “fmxTo%).
AN 4 :y;ﬂ!terials which exhibit high wear characteristics or a "closing" nature. Composites - pure alloys such as
., tungsten, copper, etc - "exotics” - iron - alum alloys.
\ té} Materials hardened above Rc40. Steels and "exotic" alloys
N E}\I has started the manufacture of Carbide Taps and at the moment are is manufacturing different varieties of
Carbide Taps against specific requests from customers, | . |
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The performance of Taps with Through Ceolant Heles is higher than the same I:apﬁg-ﬁed. witheBxternal

lubrication. These kinds of taps allow better evacuation of the chip which is transported #yag‘gn‘rﬁe glitting

areaitself. Wear on the cutting edge is reduced, since the cooling effect on the cutting zone is}_ﬂigher thar the heat

generation. T.C.H. Taps give excellent performance while tapping deep blind holes up to 3xD. ﬁ'leadvamages of

T.C.H Taps over Conventional Machine Tap are increased tool life and a reduf;gﬁtm cyclétimes, cleaner cut

threads, accurate dimensions, increased production with more tapped_,&iyesﬁér td;l re& Ilting in lower
4 ~ -

machining cost per part. & a .‘. .
Lubrication can be oil, emulsion or air pressurized with oil mist. Working pMsureq.jﬁiaEss then [2- |5 baris
required. -
X e ”
APPLICATION: & T

T.C.H Taps are used for a variety of chalIengingapplicatinnsMngtchhl a*‘asive materials.

- N e
awm ] A; -
Through Ceolant Taps with Axial hole : For blind holé*arping F
\ 4

Through Coolant Taps with Radial holes : For ﬂ'rmughh@lﬁtnppﬁg

P -
Threugh Coolant Taps with B.aﬁl twia!?{;!ﬁ& Hole Tapping

N\ ‘A l‘
Ao 4o T
A ~ .bhn —
L 4 s
& b g )
Through Coolant Taps with Astial hole : For Blind Hole Tapping
. NP

o4 e ™

Emkay has }ELrlad nMuring T.C.H High Performance Taps in H55-E and superior grade PM- Powder
Mg_;ﬁu’w' high%_ee{;f‘teel. These taps are available in the following varieties:
},'F[‘ut‘eiyss Tags for blind & through holes in ductile materials.
. Spirz! Q?ﬁ'n:a | Taps for through hole application.
c. C.I.‘Taps far Cast Iron applications.
d. Spifal Filited Taps for Blind hole application.

‘M at the moment is manufacturing different varieties of TC.H taps against specific requests from

"’ pedstomers.
4
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Taps Confirming To Japangs&, = 2
Industrial Standard Specification4JIS)

9. -

Ermkay the leader in tapping twﬂmﬁy fo&nmﬂ'ﬂ'uan 40 years

has launched a new range ‘jf !jl.igh Pl’*{.o\rmme JIS Taps for

tapping applications adharu"g to_ lapanese standards for

companies manu{actqrm,pmducts'&‘ r Japanese Industrial

Standard Specificatié (JIS". ™The, new Emkay JIS Taps are

available in Cutting z“we@s g:.:n-hiﬁFcrrn]ng Taps with general

dimensions in_accorda with |apanese standards to produce

threads with( J15 Glass tolerante.

P N

Recogfzing the highgt standards followed by Japanese

automotﬁﬁmaﬁuﬁ;&ﬁng. Emkay offers the best available option
) ﬂgat;%;;;:;ile{ksmndards in tapping application through it's
\ ¥V .

Wa Em_i;ay 's four decades of expertise and excellence in tapping

. 1 BN
ey A.{ech‘n gy, this new range of high quality Taps are available in a
o 4 viriety of geometries and styles that will produce threads in a
{
AN

4B brbad range of materials from steel, stainless steel, cast and non-

"[ 4 fferrous, to titanium and titanium alloys, nickel and nickel-base and
S cobalt-base alloys with both short-chipping and long-chipping in
Rt o

through-or blind-hole applications. Emkay also providesaJIS tap
.4 g ideally suited for producing threads in cast iron, as well as abrasive
s cast iron with vermicular graphite.

Emkay JIS Cold forming taps are ideal for the chip - less
production of internal threads in blind- or through-holes which
has excellent stability, especially with small thread sizes.

S

ALY

% N

VAVRR WS

Wt s

P | @ 4
R . wy

Emkay JIS Taps include sizes ranging from M3 to M2 instraight-

flute, spiral point, slow and fast-spiral flute, Cl and Fluteless Tap.
The JIS taps are also available with advanced coatings to suit
material and tapping applications.

\ 4 Emkay JIS taps are also available with an internal coolant-
S 'S
; lubricant supply in both Axial and Radial T.C.H. as per application
“ v on request.
B
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GUIDANCE CHART i e | ne | WES | goog
Renls N ;ﬂﬂ m E.:h: ar::w s.—iDgh: Bright | T4 :l"_.l.::.m EEight ||| Sy :rrﬂ B || T '-t[fl.wm
| FORTAPSELECTION ...
AS PER APPLICATION & second choice
IE—
| q
4 | |
\ \ \ | 1
— i AN Al : i
APPLICATION 104 L l J
‘ ‘1 ‘I\
TERS| s TYPE OF M
ILE  SPEED MMin T - .
MATERIAL HAREN e “E:?H e 1_5:;; COOLANT -, - h B‘l ind Hﬂh T ““}u‘m th or mhﬂ“ﬂﬂ .
Steel Low Alloy Steel, Structural Steel <200 <700 20 40  Sulfo- or chlorinated oil 4
‘Q-‘....l.ll.l ® 000 00
Plain Carbon Steel, Alloy Steel & Steels =250 =850 15 32 Sulfo- or chlorinated oil "
With Good Machinability A .o e ¢ ooemRER me
Stainless. Free Machining Stainless Steel <250 <850 & 12 Sulfo- or chlorinated oil 4 Y 4
Hee® ® e ® o @
Steels Austenitic Ferritic AIS| 304,316,321 Q K4
Castlron  Grey Cast Iron <150 <700 |5 20  Dry airjer or soluble oil ' a4 ® ® 0
Malleable Cast lron <200 <700 8 15 Soluble ol or chemical-type coolant ‘ . . .
~.
Copper &  Soft <100 <350 12 20  Light baseail \ ¢ =k B =] E R R ® ®© ® © & @&
il
s Alloys Hard <300 <7000 25 40 Light base oil 4 !@ . . '
Brass Shart Chipping <200 <700 30 45  Soluble il light duty oil [ ]
Lang Chipping <200 =700 20 40  Soluble oil, light duty oil n e (] ® ® 0 O [ @
Bronze Shart Chipping <300 <700 4 - samlml,ﬁmq;ﬁﬁ" - [} [T
Lang Chipping <200 <700 20 30 sumblml,ug&:m,;ﬁ TN & o | L5}
Aluminium  Short Chipping Si< 10% <120 <400 20 135 B BN B N ® ¢ ¢
Magnesium  Short Chipping Si> 10% =120 <400 15 30 @ ® ® ® 0
Long Chipping unalloyed <100 <30 I6 30 HEEEEEN ® 00000
Medium Chipping 5i <0.5% <150 <500 30 S0 EEEREREDR . BN BN BN BN N |
Zinc alloys 20 Af-Q‘samle;y 9 8 b} ® O ® ©
y
) AR\ T
1 I. Material to be machined 5. General Tap dimensi ired
T}‘PESGfHDlES \.ATI r ﬁ FR H:It:-tlyp::nwmzﬁ t.l:ppmg is to be done {FuraE?.:-Tgﬁllr;;-r:lslljD{BTqu
. y Use abave chart f le 6. For Thread Forming Tap -
THROUGH HOLE BLIND HOLE s _ 4 (For 53¢ = For Share Chinping brass) (8) For Fig. TI-& B Usa Hutelass Tap
5 R ?;lﬂtéw ';!Eﬂp'r?mm below {For Ex:-L < or=15D)
D [+] BN y or Ex. - Blind hole
et O er— O How to find the Use above chartfor ap selecton i aamn, T R
&
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MC/

STRAIGHT | SPRAL
FLUTE FONT
- L > ‘
' a
L—lz—b-'_l,] /'A
~IS61751 & 1S0O 529
v

Standard Tap - HSS

High Performance Tap - HSS-E

Type of Hole

-------

IS 6175 II & ISO 529

Through Hole

Blind Hole

1.0
.0
13.0
14.0

15.0

“13.0

“16.0

“19.0

“19.0

220

220

240

WWW.AZARSANAT.COM

355
400
450
5.00
6.30
7.10
8.00
9.00

10,00

3.15
3.55
4.00
5.00
5.60
6.30
7.10

8.00

3

3

.
CAST IRON

SPIRAL
RUTE 15"

()

L :A_ _
)Y TOOLS

3 3
3 3
3 3
3 3
3 3
3 3
3 3
3 3

v : Indicates availability in 6H & 6G Tolerance class in ready stock.
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)Y TODLS
[ ] [ - L] L] ~
STRAIGHT | SPEAL | CASTIRON = SPHRAL SPIRAL | FEUTERESS ’hﬁ_; T
FLUTE POENT FLUTE 15* FLLIIEFJ, oL
1 | | v A

+ L - -
4—b—|-| d 4
IS 6175 III & ISO 529
Standard Tap - HSS v
High Performance Tap - HSS-E v

Through Hole
Type of Hole -
Blind Hole
050 480 | 10 | 3 3 3 3 4 | 4
135 060 500 | 130 | 3 4 3 3 4 | 4
| 070 530 | 130 | 3 4 3 3 4 4
B0 ors | sa0 | 130 | 3 4 3 3 4 4
v ' | 3 3 4 3 3 4 4
| 3 3 4 3 3 4 4
3 3 4 3 3 4 4
3 3 4 3 3 5 5
3 3 4 3 3 5 5
6.30 3 3 4 3 3 q | 8
.30 3 3 4 3 3 5 | 5
7.10 4 3 4 3 3 5 | 5
9.00 4 3 4 3 3 8 | 6
10.00 4 3 4 3 3 6 | 6
11.20 4 4 4 4 4 g8 | 8
_ 11.20 4 4 4 4 4 8 | B
380 | 1600 1250 4 4 4 4 4 g8 | 8
450 | 1800 | 14.00 4 4 4 4 4 g | @8
450 | 2000 1600 @ 4 4 4 4 4 a8 | 8
480 | 2000 @ 1600 | 4 4 4 4 2 | 8 | 8
510 | 2240 1800 @ 4 6 4 4 g, | =0 s
570 | 2500 2000 @ 4 6 4 4 4 AR | N
60.0 | 2800 2240 | 4 6 4 4 4 . !
600 | 2800 2240 @ & 6 6 6 6 : =
670 = 3150 2500 6 6 8 6 6 & :
670 | 3150 2500 | 5 6 6 6 6 : -
v | Indicates availability in 6H & 6G Tolerance class in ready stock. .
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A J

- L
1—Lz—r| d

IS 61751V & ISO 2283

CAST IRON

SPIRAL
FLUTE 15°

FLUTELESS
{0iL GROOVE

Standard Tap - HSS

High Performance Tap - HSS-E

Through Hole

Type of Hole
Blind Hole

300 1120
320 1250
370  14.00
370 | 14.00
380 | 16.00
450 | 18.00

WWW.AZARSANAT.COM

7.10

9.00
10.00
11.20
11.20
12.50
14.00

| ol el ame e e (Dol el el |ear | s oo e s e ea

“

B oE B OB W W W W W W W LW W W W W W W

A | b | il Gop Gl R R B B B e e e (e il (B |

R R R W W W W W W W W W W W W W W

s Sl ST S Sa, RRE e, . . I YRR T AR~ S~ sl T B S e A

- - T - T T T S RS RS B S N

Note :-In 35" spiral fluted tap, thread Length (1,) is shorter than thread length in other types of tap
v © Indicates availability in 6H & 6G Tolerance class in ready stock.

G- - T - - T - T TR TR R ST U - R S S
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)Y TODN.S

] ] L] L]
STRAGHT SPRAL CAST IRON SPIRAL FLUTELESS ;
FLUTE PAOINT | AUTENE* | FLUTESE 7 - OIL GRODVE

¥

T

-@/a;

- DIN 371
High Performance Tap - HSS-E v v
Through Hole v v
Type of Hole i
¥

Blind Hole v

3 3 3 4 4
3 3 | & | «
3 b 3 4 | &
3 3 3 4 | 4
4 3 a 4 4
4 Bl 3 4 | 4
4 a 3 4 4
4 3 3 4 4
4 3 3 4 4
4 3 3 E | B
4 3 3 5 | B
|
ylVmm long :- in M3 to M8
120 mm leng :- in M4 to M12
150 mm leng :- in M5 to M12
v . Indicates availability in 6H & 6G Tolerance class in ready stock. m
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SPIRAL CAST IRON

POINT

STRMGHT
FLUTE
- DIN 376
High Performance Tap - HSS-E (Coating Available)

Type of Hole

Through Hole

Blind Hole

v Indicates availability in 6H & 6G Tolerance class in ready stock.

SPIRAL

| FLUTE 15"

FLUTELESS
DIL GROOVE

EE R

WWW.AZARSANAT.COM
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~IS61751 & 1SO 529

CAST IRON

Standard Tap - HSS

High Performance Tap - HSS-E

Through Hole
Type of Hole t
| Blind Hole

| 035 ] 44.5 ‘ 'ﬁ.] 95

IS6175II & ISO 529

150 170
760 | 150 @ 200
125 760 | 150 @ 200

7.10
8.00
8.00
9.00
9.00

10.00

10.00

10.00

5.00
5.60
6.30
6.30
7.10
7.10
8.00
8.00
8.00

SPIRAL
FLUTE 15°

()

L :A_ _
)Y TOOLS

{0iL GROOVE

L L) a L) L L) L L) 5] w 45 (5] 55 L~

3

T e A FR O - TR - F - T -

3

P e e ol e ol e ol e g e R a

4

G 3 a3 e (ta e |t e &0 wE el b g0l e

v  Indicates availability in 6H Tolerance class in ready stock.
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e — i
L] L] [ ] L] y L] ’
"‘ \. y
A - sA
dsy oyt =
STRANGHT SPRAL CAST IRON SPIRAL i EINE 5 JFLUTELESS

FLUTE POINT AUTES" | F IL GROOVE

IS 6175 III & ISO 529

Standard Tap - HSS

High Performance Tap - HS5-E v v
Through Hole v v
Type of Hole :
Blind Hole v At
B - oo T DD i o Lk
SIZE  PITCH. No. of L

w
was

£

s

&

150 | 1040 |
200 | 1120 |
100 | 1020 |

' i

R - N Y WO 7 - T T T R 4 S R R T TR LR LR L R R Y R G G G T G O N Y
0o CF 0O 08 OO 0 0 OB KD 0 ER 0 0 D ENCh th Cn th CnCn Eh DnOnDh B e B e e B B B B -E

B R T T T T T e i = o o o o S R S S
U U R N N T R R R R R R L TR L TR C TR TR G TR G TR T 1 1 T R L
0o DomoN DR DR DHDD DL hh thdhdnth ot b b b e b e B e

S Y N S SO S SR S SN N SN SR SR S R S TR L TR R R R T N T R R Y

s

3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
3
4
4
4
4
4
n

Note :-In 35" spiral fluted tap, thread Length (1,) is shorter than thread length in other types of tap e
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[ .
— X N 4
[ [ [ ® r"‘“ 1"\’ "\
STRAMGHT | SPRAL | CASTIHON | SPIRAL LF;I[?' P‘.;uTELEsss FLUTEL®SS
FLUTE POINT FLUTE 15* F I ".35“ - f‘:ﬂll GROOVE
i | ¥ =
“ L * '
s 3 LB G =l a =
- ii s G
IS61751IV & ISO 2283
Standard Tap - HSS
High Performance Tap - HSS-E ¥ il v v
Through Hole v v
Type of Hole '
Blind Hole v v ;4 v
SZE PTCH L L d umber of Fiutes.
M3 | 035 a | = 3 3 4 4
M35 | D38 === 3 3 4 4
(3 . 050 a | 4 3 3 4 4
M4.5 | Ds0 a | & 3 3 4 4
M5 | 050 a | & 3 3 4 4
M55 | 050 A i 3 3 4 4
ME | 0.75 3 3 | 4 3 3 4 4
M7 | o7 3 - B 3 3 4 4
' 3 a | 4 3 3 5 5
3 R 3 3 5 5
3 a | 4 3 3 5 5
3 a4 3 3 5 5
3 T 3 3 5 5
3 - O 3 3 5 5
3 T [ 3 3 5 5
3 a | 4 3 3 5 5
3 L = 3 3 5 5
4 3 4 3 3 5 5
4 3 4 3 3 5 5
4 3 4 3 3 5 5
4 3 4 3 3 B 6
4 3 4 3 3 & 6
4 3 4 3 3 B 6
4 3 4 3 3 & &
4 3 4 3 3 8 6
4 3 4 3 3 B &
137.0 | 320 12.50 10,00 4 3 4 3 3 & 6
127.0 | 220 12.50 10,00 4 3 4 3 3 B 8
1370 | 320 12.50 10.00 A || A 4 3 3 & &
1350 | 220 14.00 11.20 4 | 4 4 4 4 8 8
1420 | 290 14.00 11.20 4 | 4 4 4 4 B 8
1490 | 370 14.00 11.20 * SN I 4 4 4 ] 8
1400 | 27.0 14.00 11.20 4 | 4 4 4 4 & i
1420 | 280 14.00 11.20 4 | 4 4 4 4 8 8
1490 | 370 14.00 11.20 4 | 4 4 4 4 & 8
1490 | 290 16.00 12.50 * S 4 4 4 8 8
153.0° | 3306 16.00 12.50 4 | & 4 4 4 8 8
158.0 380  16.00 12.50 4 | 4 4 4 8 i
1720 | 350 18.00 14.00 4 | 4 4 4 4 8 8
i 1720 | 350 18.00 14.00 4 | 4 4 4 4 8
Note :- In 35° spiral fluted tap, thread Length (1,) is shorter than thread length in other types of tap " .

WWW.AZARSANAT.COM
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§———— ™ » ™ ™
STRAMGHT SFIRAL CAST IRON SPIRAL
FLUTE POINT

."'ff
+ L -
4—12—r| d
e
DIN 374

Standard Tap - HSS

High Performance Tap - HSS-E

Through Hole
Type of Hole :
Elind Hole

ISEN!

0.35
0.35
0.35
0.50
0.50
0.50
0.75
0.50
0.50
0.75
0.75
0.50
0.75
1.00
0.75
1.00
075

BE55355555555855 ¢

LW L Ll W) W d L) Wil d il W W W ld

LI ¥ I T 4 T R T BT R T B R I T B T R T B T B T I T R I T R T B T BT R R R

B e e e e e e e e e e e e B e e e e e e e e e e e e e e e e e e e e L2

Lo Lo G0 G2 L G0 L0 G0 G 00 L0 Lo Lo G L0 G0 G0 G0 G 0 G0 G0 L0 G0 0 G0 o L0 L 2 00 Lo L 2
T T I D T TR S R T R T I R R B R I TR T L T R R B S T T T
WO m®»m OB O DD hohthhoh hooh bbb BB B b BB

sz o - e - e - e - = = - = s = - R = 6 LS (S T R S TS T LTS S TS TS T T S S R S S i S

22.0 1.0 | 9.00

22.0 1.0 | 9.00

220 1.0 | 9.00 |

22.0 1.0 | 9.00 I
| 220 | N0 | 840 i
| 220 | 110 | 900 j

220 | 120 @ 9.00 i
| 220 | 120 | 900 1
. 220 | 120 | 9.00 i
| 220 | 120 | 9.00 a i

1000 | 12200 120 @ 9.00 3 - i 366

v Indicate§ availability in 6H Tolerance class in ready stock.

WWW.AZARSANAT.COM
info@azarsanat.com - [ azarsanat o azarsanat m azarsanat - 66761178 - 66711800 - 66710476



()

.;;A_ _
)Y TOOLS
AT

UNC

SPIRAL CAST IRON SPIRAL

FLUTE POINT FLUTE 15°

- L >

4_5—»&' rd

IS 61751, BS-949 & ISO 529 |
Standard Tap - HSS v

High Performance Tap - HSS-E

" Through Hole

Type of Hole

. Blind Hole

3 2 3 3 3 3 4

3 3 3 3 3 3 4

3 3 3 3 3 4

3 4 3 3 3 4

3 a 4 3 3 3 4

3 3 4 3 3 3 4

3 a 4 3 3 3 4

3 3 4 3 3 3 4

W20 130 | 20 800 63 3 3 4 i | 3 a 5
| 240 1000 800 @ 3 3 4 3 3 3 5

v | Indicates availability in 2B Tolerance class in ready stock.

WWW.AZARSANAT.COM
info@azarsanat.com - azarsanat azarsanat a azarsanat - 66761178 - 66711800 - 66710476



(B

P S
EMEAY TOOLS

STRAMGHT SPHAAL CAST [RON SPIRAL
FLUTE
,'?
1S 6175 II1, BS-949 & ISO 529
Standard Tap - HSS W v v |

High Performance Tap - HSS-E

Through Hole

Blind Hole

@M oo oo ;=
mmmoom ;@

DO R AR RRSWW®W W
L = = S

f. T T S O SN S R R
- ST - TS O NS R O - S

: 1.80 3 -3 N - 3 3 4 4
13.0 250 200 3 3| 4 3 3 4 4
130 | 345 2.50 3 a4 3 3 4 4
160 = 4.00 3.15 3 3 | % 3 3 4 4
190 = 450 355 3 3 4 3 3 4 4
220 | 6.30 5.00 3 3 4 3 3 5 5
240 800 6.30 3 3 4 3 3 5 5
250 @ 800 6.30 4 3 4 3 3 5 &
290 @ 9.00 7.10 4 k| 4 3 3 B 5
300 @ 11.20 9.00 4 3 & | 3 3 6 6
320 @ 1250 10.00 4 3 4 3 3 6 6
370 | 14.00 11.20 4 | = 4 3 3 & B

¥ Indicates availability in 2B Tolerance class in ready stock.
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L J L J L
STRAIGHT | SPIRAL CAETIRDN
FLUTE POINT

+ L »

PESEN s /‘
g e =t e e P
" DIN 371

High Performance Tap - HSS-E v v
‘ Through Hole il

Type of Hole
| Blind Hole W

40 50.0 10.0 f 3 3 4 4
40 56.0 1.0 o n 3 a 4 4
3z 56.0 12.0 4 7 3 4 4
32 B30 13.0 [ 3 3 4 4
24 70.0 15.0 | & 3 3 4 4
24 700 16.0 | 4 3 3 4 4
20 800 170 = 3 3 4 4
18 90.0 200 | 4 3 3 5 5
16 100.0 2.0 B R 3 | 5 5
L] L] . L1 . [
STRAIGHT SPIRAL | CASTIRON SMAAL SPIRAL FLUTELESS FLUTELESS

FLUTE POINT FLUTE 16" | FLUTE 35" OIL GROOYE

l 1.8 3 3 | a 3 3 4 4

| ioa 1.80 3 a | 2 3 3 4 4

21 | =25 210 3 i 4 3 3 4 4

130 | 28 210 3 A 1 3 3 4 4

; o I 270 3 a | = 3 3 4 4

70.0 w|og | B8 2.70 3 3 4 3 3 4 4

80.0 170 | 45 340 3 3 4 3 3 4 4

0.0 200 | 8O 480 3 3 4 3 3 5 5

100.0 230 | 7o 5.50 - 3 4 L. 3 5 5

100.0 2 | &0 6.20 3 3 4 3 3 5 5

110.0 250 | 90 7.00 3 3 4 3 3 5 5

1100 260 | 110 9.00 3 3 4 3 3 6 B

1100 2ra | 120 .00 3 3 4 3 3 & (]

| 1250 300 140 11.00 4 | a4 | 4 4 4 | Bor6 | Borb

7 ¢ Indiratae availahilibu in 7R Talaranca clace in raadu etaels _

WWW.AZARSANAT.COM
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UNF

* L
|+—u'z—+rjﬂ r—’

e O

IS 61751, BS-949 & ISO 529

CAST IRON

Standard Tap - HSS

High Performance Tap - HSS-E

Type of Hole

" Through Hole

Blind Hole

1.0
13.0

15.0

v . Indicates availability in 2B Tolerance class in ready stock.

19.0

20.0

WWW.AZARSANAT.COM

8.00

10.00

4.50
5.00
6.30

8.00

SPIRAL

3

3

4

4

a

3

P

e e e e e e
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- IS 6175 III, BS-949 & ISO 529

SPIRAL CAST IRON

Standard Tap - HSS

High Performance Tap - HSS-E

Through Hole
Type of Hole
Blind Hole

13 2.50
13 3.15
16 4.00
19 4.50
19 6.30
20 8.00
20 8.00
24 9.00
25 11.20
az 12.50
29 14.00
33 16.00

2.00
2.50
3.15
3.55
5.00
6.30
6.30
7.10
9.00
10.00
11.20
12.50

1.80

F=N

B b AR R W LW WWWW

G W W WL W WL W W

o

AR BERDPEWW® W W

SPIRAL

L= - - S T - - - S - - S - -5

=9

WWW.AZARSANAT.COM
info@azarsanat.com - azarsanat azarsanat a azarsanat - 66761178 - 66711800 - 66710476
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v  Indicates availability in 2B Tolerance class in ready stock.
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L ]
STRAGHT F SPIRAL CAST IRDN T SPRAL SPIRAL
FLUTE POINT FLUTE 15°

“ L >
a
4—'::—|-| d
- T s 2
ot e B
- DIN 371 I
High Performance Tap - HS5-E v |
| Through Hole v v v
Type of Hole ' Blind Hole v v v

48 500 10.0 35 3 3 3 4 4
4 | 560 1.0 35 ; 3 3 4 4
40 | 560 12.0 4.0 3 a 4 4
3% 630 13.0 45 4 3 ¥ 4 4
2 | 700 15.0 6.0 4 3 3 4 4
28 | 700 16.0 6.0 4 3 3 4 4
28 | 800 17.0 7.0 4 3 3 4 4
24 900 17.0 80 4 3 3 5 5
24 | 1000 18.0 9.0 4 | 3 3 3 3
SPIRAL CAST IRDN ’ SPIRAL ? SPIRAL FLUTELESS * FLUTELESS

FOINT FLUTE 1&° | ALUTE 35" DIL GROOYE

1.8 g1 5 | 5 | 3 4 4
22 1.80 g ¥ 3 g | 3 4 4
25 2.10 3 3 4 3| 4 4
28 2.10 3 3 4 3 | a 4 4
35 270 3 3 4 3 | 4 4 4
35 270 3 3 4 = | 3 | 4 4
45 3.40 3 3 4 |0 3 ] 4
6.0 4.90 3 3 4 & | a | =& 5
7.0 5.50 3 3 4 E 5 5
8.0 6.20 3 3 4 a | a 5 5
g0 7.00 3 3 4 T | 3 5 5
1.0 8.00 3 3 4 £ | % | ‘B (&
120 9.00 3 3 - g | a | ‘& 6
14.0 11.00 3 4 4 O T 8
18.0 14.50 g | 4 4 + | 4 | = ]
20.0 16.00 3 | 4 4 | 4 | 4 | /8 B
220 18.00 3 | 4 6 | @ | & |
32.0 24.00 3 | 4 6 | & | % |

v ! Indicates availability in 2B Tolerance class in ready stock. o |

WWW.AZARSANAT.COM
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BSW

SFIRAL CAST IRON
FLUTE POINT

™

- IS 6175 11, BS-949 & I1SO 529

SPIRAL
FLUTE 15°

Standard Tap - H3S

High Performance Tap - HSS-E

Through Hole

Type of Hole
Blind Hole

:bifl 3

3
3
‘ - B.00 6.3 3 3
a

.0 ‘ 10.00 8.0 3

. Indicates availability in ready stock.

WWW.AZARSANAT.COM
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BoOW!

STRAIGHT
FLUTE
-1 3 1l -.=| .,
- IS 6175 III, BS-949 & ISO 529
Standard Tap - HSS v

CAST IRON

SPIRAL

High Performance Tap - HSS-E

l
Through Hole

Type of Hole

Blind Hole

B.Il_
12
125
14.0
14.0

a6

50
63

6.3

7.4
9.0

10,0
1.2
1.2

i
!
i
|
|
g
i
|
|

hth B o b b b U4

N N N O e

[- - Y- T S N N S iy g O

o T T T O M R

a

WWW.AZARSANAT.COM

- . - R T T T S S S

BB BB BRREESERR

v Indicates availability in ready stock.

- S S S S S
B T S e i T L O
T T T T S
L i S S N N 0 i

B S S S R -.?:'_,

3
3
3
3

4

4
4
4
4

4

{0 A T R T

WL WL WL W WL W
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'] '] .
STRAMGHT SPHRAL CASTIRON | SPIRAL
FLUTE | POWNT

- DIN 371
v
4

High Performance Tap - HSS-E

Through Hole

Type of Hole -
Blind Hole

L ]
SPIRAL '
POINT FLUTE 168° | FLUTE 35" 8L GROOVE

DIN 376

High Performance Tap 4 HSS

Type of Hole

45 | 4 3 8 4 S 3 3 3

200 60 | 48 3 A 4 B 3 3 | 3
220 7.0 | 55 3 3 4 3 3 - -
22.0 80 | B2 4 3 4 3 3 4 | 4
25.0 9.0 | 7.0 4 B 4 3 3 4 4
26.0 "o | 90 A 3 4 3 3 N
27.0 12.0 80 4 o 4 3 3 4 | 4
30.0 140 | 11.0 4 g 4 3 3 a | 4
320 180 | 145 4 4 4 4 4 4 | a4
36.0 200 16.0 4 4 | 4 4 4 w7 G (M

| 400 220 18.0 4 4 8B 4 4 4 | 4
. 500 28.0 20 4 4 | 8 4 4 4 | a4
| 500 320 | 240 4 4 | & 4 4 4« | 4

v : Indicates availability in ready stock.
| I

WWW.AZARSANAT.COM
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SPIRAL CASTIRON ~ SPIRAL

- IS 617511, BS-949 & ISO 529

Standard Tap - H3S

High Performance Tap - HSS-E

Through Hole

Type of Hole
- Blind Hole

WWW.AZARSANAT.COM
info@azarsanat.com - azarsanat azarsanat a azarsanat - 66761178 - 66711800 - 66710476



K
s

IS 6175 III, BS-949 & 1SO 529

Standard Tap - HSS

High Performance Tap - HSS-E

Type of Hole
et 18
2> | 18
916" | 16
518" | 14
116" | 14
s 12
78 | 1M
N 10
148 9
114" | 9
138" 8
14/27 8
158N s
a2 7
IS6175

Through Hole

Blind Hole

I

25.0

49 &S

I

16.0
17.0
19.0
18.0
2240
24.0
250
29.0
30.0
32.40
ar.a
ar.ao

0 2283
4

4.00
4.00
4.50
5.60
6.30
8.00
8.00
9.00
11.20
12.50
14.00
14.00

3.55
4.50
5.00
6.30
6.30
7.10
9.00

10.00
11.20
11.20

v ! Indicates availability in ready stock.

WWW.AZARSANAT.COM
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NPS / NPSEH

- BS 949 & ANSI

Type of Thread : 1SO Inch NPS/NPSF Thread.

Standard Tap - HSS
High Performance Tap - HS5-E

WWW.AZARSANAT.COM
info@azarsanat.com - azarsanat azarsanat a azarsanat - 66761178 - 66711800 - 66710476



NPT/ NPTE

- BS 949 & ANSI

Type of Thread : ISO Inch NPT/NPTF Thread.
Standard Tap - HSS
High Performance Tap - HSS-E

49.@*
53.54
57.15

l
|
| ass
|
|
|

@ ed NPT Tapintherange: 1/4"to 1" are available in HSS & HSS-E

o

WWW.AZARSANAT.COM

(- T T S S S S o e

as |t

10

T Tapsinthe range : 1/8"to 3/4" are available in HSS & HSS-E

info@azarsanat.com - azarsanat azarsanat a azarsanat - 66761178 - 66711800 - 66710476



3SP / BSPT [

- BS 949

Type of Thread : ISO Inch BSP/BSPT Thread.
Standard Tap - HSS
High Performance Tap - HSS-E

BSP taps with special geometry for Castiron and marked as " Cl "is available in the range :
3 i 4 confirming to IS0 Standard in HSS-E.

@ - 3/4 confirming to BS-949 Standard in HSS-E.

v M

WWW.AZARSANAT.COM
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HELICOIL ST TAFJ

~ 1sO 2

Type of Thread : ISO 2 STI Thread.

Standard Tap - HSS
High Performance Tap - HSS-E

29.0
29.0
38.0
330
33.0
45.0
35.0
35.0
48.0
a7.0
as.0

125
14.0
14.0
16.0
14.0
14.0
16.0
16.0
16.0
18.0
18.0
18.0
20.0
20.0
18.0

10.00
10._1‘3)
10.00
10.00
11.20
11.20
12.50
11.20
11.20
12.50
12.50
12.50
14.00
14.00
14.00
16.00
16.00
14.00

WWW.AZARSANAT.COM

B s B R R R R R R R R R R R R R R R WO W W W W W W W W W W
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NIBTAP |

il
=

High Performance Tap - HSS-E

, Metric Fine, UNC, UNF are standard. Other Thread Forms like BSW, BSF, BSF elc.

“ 3 mmto 25 mm
5 from 1/8" o 17

WWW.AZARSANAT.COM
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EMKAY TOOLS
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NOMENCLATURE OF
THREAD SYMBOLS

METRIC SCREW THREADS, COARSE SERIES

METRIC SCREW THREADS, FINE §

UNIFIED THREAD, COARSE

RICAN STANDARD TAPER PIPE THREADS FOR GENERAL USE
DRYSEAL AMERICAN STANDARD TAPER PIPE THREADS

AMERICAN STANDARD STRAIGHT PIPE THREADS

DRYSEAL AMERICAN STANDARD FUEL INTERNAL STRAIGHT PIPE THREADS

WWW.AZARSANAT.COM
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STEEL FOR TAPS

y -
The steel extensively used for production of taps is H55-M2. But for high-speed tapping and speclﬂcqppi@u‘ su*nnr
steelis used and the tap made of such steel is normally marked as HSS-E. The steel used in the manufacture of ET tf rear ﬁm{als
are finest obtainable having carefully controlled metallurgical parameters with right composition whichnis aga ! hrough
active research and development as per stringent quality requirement imposed on all suppliers by ﬁevmmm core belief *

Technological advancement is a continuous process”. The high alloy content and specialized In H%ﬂ al:ment cycles
employed by ET in produiiction gives “"Red Hardness”, a property enabling tools to cut without Eas‘w#f s aF rapid blunting of
the cutting edges. The Powder Metallurgy Cobalt and high Vanadium alloyed steel grades are used to p greater resistance

for tough application. The main steels used by ET thread cutting tools include:

Grades Chemical Composition Analysis, % Characteristics
C | Cr [Mo |[W |Co ¥

M2 090 | 42 | 50 (64 |- 1.8

M35 093 42 | 50 (64 |48 1.8

ASP 2030 12B| 42 | 5.0 |64 |85 |3l

ASP 2052 e | 48 | 20 | 105 |80 | 50

My 12 | 42 | 85 |35 |- 27

A
£ A\
ﬁ taps are made of the finest high mel and&ayé heat treated under controlled conditions using the latest techniques. The
result is the finest range of ground threaﬁap;m M market and every tap has built-in resistance to heat and abrasion. However,

there are certain tap appllcatlms wl‘uer!addfuonmmmp treatment can add apprecrabl'_.r to the life of the tap even while operating at much

Primary Application

To resist abrasion
and chip welding.

Machining of ferrous material,
metal forming. Plastic molding.

High wear
resistance,

info@azarsanat.com -

For mechanically stressed
cutting edges, difficult to

enhanced machine Ferrous and Mon

toughness , wear | Ferrous ally, high speed

resistance. cutting where moderate temp.
generated at the cutting edge,

metal forming, punching and
fine blanking.

WWW.AZARSANAT.COM
3] azarsanat azarsanat m azarsanat - 66761178 - 66711800 - 66710476

High wear A Multilayer coating designed
resistance, for wide range of carbide,
excellent oxidation | cermet and H55 tooling.
resistance, Excellent for machining cast
heat protecticn iron, stainless steel, nickel
based high temperature alloys.
Superior coating for Aluminium
mm“ilmsdin racting _
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A“Al “ ';\
. W

TOLERANCES FOR SCREWING TAPS E%. - "‘ V
CLASS OF FIT FOR ISO METRIC THR QS‘

Tolerance Class H
Internal Thread
(Nut)

o8
S

B, Tiquats)

-
a
s B
CLASS OF FIT FOR AMERICAN THREADS " 4 A7 lerance Class Tap
(UNC, UNF, NC.NF) “q - Tolerance Internal Thread
-~ IS0 DI | ANSI
Screw threads are designated by the following claﬁs\m:ﬁ‘ 4 BS
| 1501 | 44 | 3B |[4H | 5H

I A, 28 and 3A for external threads (bolt). \ . ‘E R 1502 | 6H | 28 4G | 56 | ¢H

IB, 2B and 3B forinternal threadz{h:it‘ A SO 503 6c | 1B & | 7H | 8H
Application: o - G - 7G | 8G

|Aand |B: - Fit giving easy and guick assemb’ ev2dwhen these threads are dirty or bruised. It is as good as free fit.
2Aand 2B: - Suited for that‘ﬁ;tminri%—n mercial fasteners, general application etc. Itis as good as medium fit.

3Aand 3B:-MNo ﬂlmmc‘ﬁgﬂwmm is used when requiring tolerance is closer than 24 and 2B. As good as close fit.

- &

CLASS OF FlfFOR EWH READS
(BSW, BSF. BA) N\ N AL,

krm&éﬂs aremed by the following classes of fits:
! v
2dlif % Mne2 Zone3
> AL 4
- 7.

y 3 _. 'l'@yare for the nut taps. This is freer than Zone 3.
: e 3: ]"'nr easier and quick assembly, it is as good as free fit.
3 4 4
2: - Suited for a vast majority of commercial fasteners,
& 45

‘general applications etc. Itis as good as medium fit.

Zone |: - Noallowance is provided for. This is used when requiring M |
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DRILL SELECTION CHART S N

(FOR THREAD CUTTING AND THREAD FORMING TAP - Metric and Unified Threads ) C - r
P O '\"
SO METRIC COARSE THREAD 150 METRIC FINE THREAD UNIFIED COARSE THREAD nifiED HI‘IE'H-'# QE
TAF PITCH Dirill Size TAP PITCH Drill Size TAP TPl Dirill Size TAP 4 " I ‘rnl d_e
Sze | inmm | Thread | Thread | | gpp | inmm | Thread | Thread | | Size Theead | Threet | |50 | " CURIERR Thiuad
{mm) cutting | forming | | jmm) cutting | forming | | fink cutting | forming ' beusting | forming
Mi& | 035 | 1.25 | 45 M3 | 035 | 265 2.85 Nr2 | 56 180 | 197 150 | 200
M7 | 035 | 1.35 1.55 M35| 035 | 320 3.30 Nrd | 40 235 | 255 110 | 230
Mg | 035 |45 |65 M4 0.50 150 380 M5 40 1_.{5 287 2.40 2.60
M2 040 | 160 |82 M5 | 050 | 4.50 4.80 Meé | 32 1.?" ':.:'LIS ) 44 270 | 290
M22 | 045 | 175 2.00 Mé | 050 | 550 5.80 neg | 32 4s0 ra.au Hls | a0 295 | 320
M23 | 045 | 190 | 210 || M7 | 075 | 630 | 70 | [neto| 24 € 3% klﬁ‘ Ne8 | 36 | 350 | 388
M25 | 045 | 205 |23.00 M8 | 050 | 7.50 7.80 N2 | g2 450 | Sw0 Melo | 32 410 | 445
B
M26 | 045 | 210 | 240 M8 | too | 7.00 7.55 14 G 20 “L 510 575 Mri2 | 28 470 | 508
M3 050 | 250 | 280 M9 | 100 | 800 855 | |sie |8 | ’Ha 7.25 1'% 18 550 | 5.90
M35 | 0&0 | 290 | 315 Mio | 075 | 9.30 2,65 :ﬁr :?‘ | Roo | a7 516 | 24 690 | 7.45
— = -
M4 070 | 330 : ; 2 9;!3 g ;1_ | 940 | 1020 38 24 B.50 | 9.00
M5 080 | 420 080 | 11.70 ne | 20 990 | 1050
Mé 100 | 5.00 1220 | 13.30 W 20 1150 | 12.10
M7 o0 | 600 i350 | i4.80 916" | 18 1290 | 15.20
M8 125 | 6.80 1650 | 18.00 58 I8 1450 | 1830
M9 125 | 780 19.50 4" 16 17.50
MI0 | 1.50 | 850 2250 e 4 | 2050
Miz | 175 |i030 15.00 kL 12 | 2350
Mi4 | 200 |I12.00 28.00 L | 12 | 2650
Mig | 200 |i4.00 30.50

4" 12 29.50

MI8 150 | 1550 34.00 1.3/8" 12 33.00

Mo | 250 |17.50 Lize | 12 | 3600
M2 | 250 | @

M | 300 |20 | wadl v2s | 150 | 2256
vy | B0 2400%] O || s | 100 [2400
maod 150 Jas s, M6 | 150 | 2450
M, TR 15 5 M7 | 150 | 2550
ol Mi6 | 400 |0 M8 | 150 |2650
R e o “Wagy | 35.00 Mo | 150 | 2850
3'&'* Mo (3750 M33 | 200 |31.00
L@.u‘; 450 |40.50 Mis | 150 [ 3350
Mis | 300 | 3300

Note : - Drill Sizes are in mm-For other sizes not in above table formula as fellows (In Metric System): [)Drill Size for Fluted Tap = Tap Size -Fitch gD
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DRILL SELECTION CHART

{For Withworth and Pipe Threads )

WWW.AZARSANAT.COM

BSW THREAD BSF THREAD BSP THREAD
TAP | TPI | Drill Size| [TAP | TPI  |Drill Size| |Tap TRI Dvill Size
Size {Thread | [Size (Thread | |Size Thread |Thread
cutting) cutting) auting | forming
s | e0 | 120 e | 312 1 I 28 | 880 | 930 7 630 | 620
3 | 48 | 190 3 | 28 16 |4 19 | 11.80 | 1250 27 850 | 840
e 40 | 250 14° 2% 53 38" 9 | 1525 | 1600 18 11.00 | 1090
532 | 32 | 320 932 | 2 6 Irs 4 | 19.00 | 20,10 18 14.50 | 14.25
ENT 24 160 &18" 22 &8 5B |4 21.00 ; I4 18.00 | 1775
732" | 24 | 450 38 20 83 4 4 | 2450 RE 23.75 e |4 23.00 | 23.00
14 0 | S0 e | s 97 /8 4 | 28.00 (3 27.50 " 11y | 29.00 | 29.00
932 | 20 | 580 12 6 | 1Ll i I |3 Ji® It | 3000 i | 2 | aso0 | 3778
56" | 18 | 650 aie | 16 | 127 L] 1 0 ‘| 11 | 3450 Ly | g2 | 4400 | 4375
/e 1] 790 5@ 14 14 12" | b e 38.50 2" 11.142 | 56,00 | 55.75
e | 14 | 930 /16" 14 | I55 L34 | | 5| 13| 1| 4100 11| 8 67.00 | 66.50
12" 12 | ws0 | | 34 L] 1 | 4450 3 8 83.00 | 82.50
o’ | 12 | 1210 e 1.3/ 11 | s0.00
5/8" i | 1350 15/18" 2 1| 5600
tse | 1| s > 204 11| 6200 et s
v | 10 | 1eas || e il o | viso | AR OPH s
7/8" 9 | 1928 174 234 11 | 78.00 i o i
576" | 9 | 2060 | 3/8" 3 It | s4.00 S S
i I L B 14" | 18 12.00 | 11.30
Lol I S B R T2 38" |18 |1550] 1475
L4 7 | 2800 12 |14 | 1900 | 1825
1.3/8 & 30.10 314" |18 2450 | 2350
Lz | & | 3350 4= 11.1/2 | 30,50 | 29.50
158 | s | 38 1.4/4"| 11.4/2 | 39.50
134 | s |3 1.4/2"| 11.1/2 | 45.50
N ) ) Py z 11.1/2 | 57.50
ote : - l’ﬂﬁi‘%‘:’“ﬂ‘i’“‘ a 212’ 8 | 69.00
3 B B5.00
A, 4 :‘ LS
Wt /s
P | & 4
N
A" 4
& J
»
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WENTOS | JBRICANTS FOR TAPPING /. %
‘ d w4
N "

‘. [ 4R

Effect of lubricants on the Cutting Process .
|/ N )
Heat is generated as a result of the machining operation done in cutting metals. This heat reduces the hardness of the cutting tools.
By means of cutting fluids, the impact of the heat thus generated during machining is reduced and the ffieticn befeen the tool, chips

and between the tool and the workpiece is also reduced. o -
A D

The advantages of using the correct cutting fluid are : 4 ; g

|. Longertoollife. & a -‘-\

2. Greater production. A N 4

3. Bettersize control, =

4. Smoother and more accurate finish.

- - NPV
5. Awvoids frequent resharpening of tap. A
6. Moreefficient removal of chips. Q. \ ¢
( ~ W
The best cutting fluid is the one that possesses good lubriéting ﬁ*opert%‘in addition to its cooling properties.

-——— A

Unfortunately, many tap users do not appreciate the importar@role plaped by fluids in the tapping operations. The users of tap can
take advantage of the services and the mcummnd?nﬁigemd b‘_fl.'*r}'-pplication Engineers,
4 va

L . A

3

- B
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General Suggestions Concerning Do & Don't's For Tapping PR
€ D o
|I. For better thread tolerance control, finish & maximize Tap performance N N
a) The spindle of the tapping machines and the tapping head should be free from run out and play. A simple chegks - A
should ensure that the spindle is running true, A gA

b) It is commeon practice to use a FLOATING HOLDER, which allows the tap to align itself with the drilled helé, 3

c) Mever tap through a BUSHING because the crest of the tap might get damaged due to contact with thaﬁushlng. o
— [ A%

d) Countersinking the hole prior to tapping will facilitate easy entry of the tap, especially in the ?e of bettoming
T TR , [ 4R
tap. Countersinking is also helpful when tapping with a fluteless tap. [
e) Care should be taken during reversal of the tap as most of the time, the problem occurs duiin mvez.al. To some
extent the problem can be sorted out by adjusting the feed control and speed while rew:rsingd.he rapj‘t':uld not come
out with a jerk, this may damage the threads or may affect its finish. P -

fi TAPPING HOLDERS : Many tapping problems can be eliminated by going furljzuoﬁlleverﬁbh Wping attachment
A
which should have features like Torque Control, Self Feed Auto reverse, Axial Cushln‘*'lg effect, Radial Float and it
& L BN

should be light in weight. NP

2. While tapping in Punched Holes in sheet metals, it often causes bending;‘:r‘_ioading a:l\d-‘tﬁe(tap may break. When the

hole is punched the metal is flayed out and this will affect while the t'gp&s I:a‘ein,g revgrﬂ&d

3. CHECK LIST WHEN USING ROLL FORM TAPS ¥ ad

a) Proper selection of the correct drill size for pre-tapped hales®y, \ &

b) Countersink or chamfer the hole to avoid the possible depasii of Jigplace®burs at the mouth of the holes.

¢) Use a cutting oil (sulfurized or chlorinated) instead lé‘a ::n':m!ar;rt.__¥ Y 4

d) Coolant concentration in range of 7-9% (Emulsion OH},H'VES h'e%er thread finish, closer tolerance threads along with
increased Tap life. y

e) Surface Coated Taps are advisable for best (“e';uit‘ar'-}ﬂh p.rta;uctiv‘lty.

f) For Tapping Speed, please get our advice de}en-‘M upan your application.

g) Torque requirement for Roll Form T:ﬂ:l IEAhighérerﬁsnﬂ:imse for Thread Cutting Taps and hence suitable machines

should be selected. s LAY,

h j While using multi-spindle tappine machines. please check if enough torque is available.

) For short blind holes, caution must be ised so that the tap does not hit the bottom which can result in breakage
of tap or chipping-off of thieds. <L S

4. BEFORE TAPPING CH Ca " HEBEQLLOWING:-
a) Check the af'rgnmm;_gi the d.‘Ie‘r._' Lﬁsle and tap.
b) Check the cn?bnt mmk‘pfﬁit?ing in reference to location of drilled hole in the components where tapping is to
done while Iy'n'ad'line'ﬁappinga'

¢) Use of cdfrect c{:qla.ntm per material of component to be tapped. In case of machine tapping ensure ample quantity
of cDoIantMth right MI‘E is available for wet tapping. Please get our advice depending upon your application

d) C'Alfcﬂx.rhethﬂ' the gp selected is suitable for the required application. Please get our advice depending

o spln

=) Braper cldmniag of component.

f) Chm:ck size of drilled hole. Refer to our Drill Selection Chart for guidance.

e g) Sele@uon‘ef proper feed & speed as per material for machine tapping, Please get our advice depending upon your

F

appilcﬁ!m.
|1Nper countersink/chamfer is provided in the drilled hole which needs to be tapped.
& iy/Ensure Tap is secured properly & firmly without any run-out.
lj} Mo run-out in spindle in the machine used for tapping.
k) Tap holding device is secured properly with no play.

WWW.AZARSANAT.COM
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Problem Possible Cause Solution q«
Apply correct tap for the materi
Incorrect tap or tap geometry not suitable for the appiication. qutlc
Use tap and gauge tolerances.
s '.A‘- —
Use spiral point or spiral fluted taps.
Reduced number of ﬂa.ﬂ‘e.l;o provide extra chip room.
Chip packing. Use large hole size. 4
If tapping a hilnd a.lﬁv a d%ﬁ: &Ie where applicable or
shorten the th Iangﬁn *he parts.
Use a proper Ifuric
Pretapping hole size is too small. Use our Drill Chw fluteless or fluteless taps
as the n:ya mﬁi?%'i .
ﬁvg;; o ¢
Oversize Cold Welding at the flank of the tap.
th " 1e I ulmfﬁn
produced l
Laadn{mpnrﬁaknangluo{mpnntmi “ﬂ!ghndtaﬁcnrrectgﬂmetr}r
Cutting speed too high. “a Rz?ﬁ\-‘%:fumng speed.
Lubrication or coolant supply |m i J E‘fq# sufficient, suitable coolant supply and that the
4 y -concentration of coolant is between 3-5%.
%% .| Apply proper tapping speed.
\ \ ‘i Correct the alignment of tap and drill hole.
Operating candmgm“' - Free cutting of either the tap or work piece.
JAN \0 Use proper tapping machine with suitable power.
b a Avoid the misalignment of the tap and the drill hole from the loose
W ) N spindle or worn holder.
Pratappln‘g&i-\mzé‘k‘ifo srn;a‘! Use our Drill Chart for cutting or fluteless taps as the case may be.
Ch.‘n‘;ﬁ; %rc:-:qh_.‘_ Increase Mo. of thread of chamfer lead.
Ta;fks aut'tw{ng size hole. Check the hole depth, apply tension/compression tap chuck.
- Work ha?ﬂﬁ,gdﬁlenai Use a more hardened tap or a surface treated tap.
J NLﬁkﬁﬁmrrmt countersink on the Provide proper countersink.
Tap | Imgu\i\ . y rmouth of the hole.
r ¢ hWrnx alignment of tap with hole. Check the alignment of tap & drill hole.
‘, y "2 )y 'Wni lubricant or wrong type. Improve the lubricant supply and use a right type.
‘ ‘
\.A"‘ | 4 kli‘bnmrect tap, tap gecmetry not suitable for | Use the selection chart.
1 | the application.
R ‘1 . < \ J Use a large drill size.
D -I T Try to shorten thread length.Increase cutting angle.
e ¢ g bargue. Apply a tap with more thread relief and reduced land width.
3 d L y Use spiral pointed or spiral fluted taps.
& A/ - Do not leave section on the reground flutes where tapping wear
4 el olwl Aite, still remnains. Regrind tool more frequentty.

W
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" TAP TROUBLE SHOOTING

Problem Possible Cause Solution

Thread Tolerance on tap does not correspond to Apply correct tap for required crance.
produced gauge tolerance.

is too small

Incorrect tap.

Tap does not cut accurately.

Machine spindle is axially too rigid.

Left over chips. rmance to avoid any left over chips in the
wer chips from the hole for gauge checking.
Hole size.
Oversized gc.hiole by the use of proper chamfered taps.
||'!tnrnal Galling. ¥e 5 rarpness of aps.
diameter er surface treatment such as stream oxide or chrome.

Jse pre er cutting lubricants. Ensure proper
14 ig angles in accordance with the material being tapped.

» Spiral Tap requires only light pressure for initial tapping.
| The tap should be applied within the tension/compression range.
Taps with spiral point or left hand spiral require higher axial

pressure.
Ensure tap operates within the tension compression range.

Use minimum hole size.
Avoid tapered hole by using proper chamfered taps.

Check core sharpness of taps.

Use a tap with lesser number of flutes.

Use a new tap.

Re-sharpen the tap or use a new tap.

Use right lubricant with sufficient supply.

Increase chamfer length.

Use thread relieved taps, reduced land width,

apply surface treated taps, use proper cutting lubricant,
reduced tapping speed, use large hole size,

obtain proper alignment between tap and work
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TAP TROUBLE SHOOTING

Problem

Possible Cause

Solution.

Overheating
of tap

Excessive land width.

Use correct tap.

Lack of lubricant, or use of wrong type.

Use proper lubricant with sufficie

Dull tap.

Excessive flank contact, pitch diameter
relief require.

Excessive tapping speeds.

Thread surface
finish not good

Cutting edge geometry not suitable for
the application.

Cutting speed too high.

Insufficient coolant
(concentration and supply)

Chip congestion.

Pre tapping hole size is too small.

Built-up edge.

Cold welding.

Improve coolant supply and increase concentration.

Increase rake angle.

Face angle on back of land should be increased.

Use tap with lesser number of flutes,
increase flow of lubricants, use correct tap.

Use our Drill Chart for cutting or fluteless tap as the case may be.

Use correct tap.

Use correct geometry of the tap.

Use proper lubricant with sufficient quantity.

Use correct geometry as per application.

g ! -
~ S
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& GUIDE TO THREAD
EMEAXIOOLE - ~oMING TAP

ot A
(A different way of producing internal threads) I LS 4
T~ ’

-~

Also known as Cold Forming Tap or Roll Forming Tap, Thread Forming Tap producesinternal threads hfa‘n action

similar to Thread Rolling, a novel methed of cold forming of threads by displacemgz ol ates@lrather than by chip
removal. These taps have neither flutes nor cutting edges and they are just Iika:a SC H\'.: In tl}‘ € eid view and cross
section, the major and minor diameters follow a CONTOUR. The fluteless tapsgre “Screwad? in the pre-drilled
work piece with proper feed rate and the thread profile is gradually press formed {pfeésa referto figure).

Fig. | Fig. 2 "4 Y 4 Fig. 3

It is a chip-less technology and any material having ductility co-efficieftaf [0 ":@r less (tensile strength less than | 000MN/mm°) can be machined
perfectly. .

A} ADVANTAGES OVER CONVENTIONAL THREAR € ITFINGTAPS ©

|. Mo chipsare produced since threads are prﬁer‘h cald farming process and hence the chance of tap breakage is minimized. (Chip
entrapment/clogging has been identified as thethiajoFCauseior tap breakage and poor quality of threads).

2. Easier BLIND HOLE Tapping because there aré e el u"i to clog or jam at the bottom of the hole, which consequently eliminate tap
break.age_ alw

3. Strong Threads because the gra?'l' A“r_‘.MEt E“Mﬁ thread is formed by displacement of material {Refer Fig (2)). The Pull Test or

Torque Tension Tests demonstrate that the threads produced by Roll Form Taps are stronger (by an average of 35% more

than threads produced by Threag Curt g Tane }.'

Better control of tapped hole size. (Thpead Cigting Taps may cut over size holes due to excessive downward pressure. )

Better surface finish and@edlie ac Cy dﬁ:ﬁa thread is guaranteed because of Cold Forming.

Mo Threads Pitch Erg@s- Thre utting Taps may cause tearing of threads, which may cause a pitch error while reversing.

Faster tapping speﬂndﬁtrea‘s praductivity. (Tapping speeds can be more than those recommended for Cutting Taps.)

Increased tool lifegueto 5t 'wayka.

Consistency in tapped,];)le sizes from the first to the last due to continuous forming action and accurate lead.

Plating failures are reduceigbac there is no chip to stick at the bottom of blind holes or on the threads.

The tap r’eatawgidity andbetter strength (Core Portion) because there are no flutes and there is less risk of breakage, especially

in smalliSizes resululragﬁ'&i uction in cost per tapped hole and increased production.

App!icathl\i. 1 wide i mﬁdﬁl materials like Aluminium, Steel, Stainless Steel, Copper (soft), Brass (long chipping),

Magnesium, Zincalloys etc.

¢
B) eQufF MENT
wj:nr' dnal mngaquipment can be used. Forming taps work very well in NC and CNC Machines, drill,
athes, lead screw tapping equipment and on many standard tapping heads.

CJ\&EG DONVES:
For taﬂla’w;; vy'ﬂ'ts maore than two times the tap diameter, Roll Taps with Oil Grooves are recommended.
'_I'h:se grogves provide a passage for the lubricant and also for the escape of air and il to avoid a piston effectin blind holes.
] “0) HOLESIFE:
’ s 4 a'ﬂp iretapping hole size required for forming the taps is larger in conventional tapping. Accurate pretapping hole is
SiF
h

= =+ @B =~ N 5
._.‘=' L

N

= 4

able while tapping with fluteless taps. This size depends on the forming property of the material, desired depth of the thread, stripping
A atfength requirement etc. For the conventional thread cutting tap, the hole size is identical to minor dia of the tapped internal thread. But
o in case of fluteless tap, the hole size is calculated as per following formula:

LIFsl CCITE — DACI,T TAD MM AN NNLOD W £C %W Die-lty _
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A

The general formula for determining the hole size has been given above but if necessary, fine tuning may be required after peM W ';\

some actual trials etc. We are giving here under profiles of threads formed by MI10 x 1.5 fluteless taps with different hole slﬁ A B
n

wr

@o9.10 @ 9.20 @ 9.40 - w4

E} TORQUE : o -
The torque requirements for forming taps are more than those for cutting taps. The actual torgue ex_gaﬁm'v:d will vary
with the material to be formed and some experiments may be required, if torgue is a lificis factor. @ 4
s A 1- N
F) THREADFORMS: Nm NV
Metric Coarse, Metric Fine, UNC, UNF are in our standard '\ ~ .r
manufacturing range. Other thread forms like BSW, BSF, BSP f n,
etc. are against orders. N

G) RANGE: "N L

|.6mm to24 mmand 1/8"to 1", i Mg e
H) COATINGS: L\} ‘\ - of hole 5@5 on |I:Irr'.r|n‘_g torque
Surface coatings like TiN, TiCN, TIALN etc. are available o 12 h while tapping with

A 4
improve the tools life and suit different work materiak » y " \ MI0 x 1.5 fluteless tap.

applications. 3 | 2 1_j¥ AF

)  LUBRICATIOM: o
Proper lubrication is very important in thread forming witht OZI
flueless taps. Lubrication prevents material frumm g
the high points of the thread flanks and ensures gheit the 10
during thread forming process does not increase. fore, 2+ .
continuous flow of lubricant is necessary. Qils having presende:

of graphite such as those used in mliing-gr\ﬂ-cesse} (boul‘i)e
preferred. :

:,"_

T T T T T T T T
& I W 910 9.05 920 925 930 9.35 9.40 9.45

]} CHECKLISTWHEN USING ROLUFOEM w |
Proper selection of the correcl:lﬁiﬂ size forp -;;nppad holes.
Countersink or chamfergifiysle m*&nd pogsible deposit of displaced burs at the mouth of the holes.
Use a cutting oil (sulfugiz=d or rﬂ orinated) thana coolant.
Surface coating of is dlisa t result and higher productivity.
Tapping speed-Pléase gat Zur ;Ld'-.fic‘;‘bpending upon your application.
Torgque requirementior Roll orm’ ap
While using multi spinaﬂtgpirﬁlachines, please check if enough torque is available.

For sho:t;:‘lhid ho&ekrcautibr'@'sm be exercised that the tap does not hit at the bottom and break or chips off.
o~

e Bl ol ol

no VAR

- AES.\D

WWW.AZARSANAT.COM

CORE HOLE @

is higher than those for Thread Cutting Taps and hence suitable machines, should be selected.
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Emkay for Total Tapping ;-\Z ‘§'

Solutions ™M azby
VA,

Emkay offers a complete rangi'
; N
of taps in standards namely | OC
DIN, ANSI, BS &]IS. '”)M
Emkay taps are available in Metric® c

threads, UnifiedﬁAR;ﬂds, C
Withworth threads,wﬂ':\'ﬁwd
Taper Pipe threads aA8PE.A.
threads. Othgratmead types like

Acme, Stu WA& ;tub Acme,

Buttress thra can also be
provided as per customer’s specific
redui mehtiNon-Standard Taps
as pMcuserz:r drawings are also
A.\provid‘-:d by Emkay on specific
S ATCrequgst.
A oY | 4
cr Tl
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A, 4 @ B-27 & B-27/1, M.1.D.C., Industrial Area, Hingna Road, Nagpur - 440 016 (India) g
‘M Tel : 91-7104-237363, 237584, Fax : 91-7104.232862 .
E ’ KAY TOOLS E-mail ; emkaytools@gmail.com, Website ;: www.emkaytools.com g
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