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a n%n@*&ﬁwj_f“%%@’lﬁﬁlé% %*E aA%wv 7100 CoroTap 100 aA%w 7200 CoroTap 200

For optimized performance in each component material ® AL —RTJb—h Ty ® XA SIRAY NG v T
Straight flute tap Spiral point tap
™ ® EiC, FHHKDLSE O YD T ERIANHUHLET
Y10 < AR WHEEIMICER Pushes the chips forward and down
\
~ I > For tapping in short-chipping materials, through the hole
N ’ I S - e.g. cast iron @ EHNAICER
erles O EDREIEEDNDEAIC For through holes

BNtz RE

Provides superior performance in both
blind and through holes

O ELEICYIRH (REHaH) AICERA
HYREwYY - OOV MNIEEICEIR, FEANgELY Vv TEZIBHUE T, Tap flutes support coolant supply to cutting edge

04 v IdE SO BEIMICEWTREDEEZRIBLET,

Sandvik Coromant is offering easy to choose, easy to use tapping tools.
CoroTap will provide the highest productivity in each ISO material class.

aA%4v 7300 CoroTap 300 04w 7400 CoroTap 400

® /N ZII7I—K5vT ® 57y 7THWIHITIEE<
Spiral flute tap RBUWLZERFEULET ErEY v,
> Thread forming tool (i trast t
.?:)\ffj}:ij)b - thnraea% Cgtmlg)g ool (in contrast to
= —PplckD - ) - -
NS HEH ©® HHIREDIEENDEIRI-

IRTOFEEIMITITEELE Ao
HE3E5 BRI SFR SR - 1200 N/mm?

A certain degree of ductility needed,
not recommended for all materials.
Recommended maximum tensile
strength of material is 1200 N/mm?2

@ @D, LEFDHINWA
For both blind and through holes

The spiral flutes evacute the chips
upwards through the hole opening

O EFDNADRANA TS 3>

The best option for blind holes
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9“/ 7@%@%73 Explanation of product code

- M6

7y TREDSEH Description of tool characteristics

) _
1 Tool material HSS-E| High Speed Cobalt
E N1 X
HSS
&l HSS-E powder
T ¢ HSSER metallurgy steel
High Speed Cobalt
HSSE 4~6%JNLNEEH,
MEFEE EMAEZERELET,
4-6% cobalt content increases wear and thermal
resistance.

1 2 4 5 6 8
Tool material Tool flute form Thread form Surface treatment / Coating
N R ZI—hABE FB M RENER L
E HSS Q Spiral, low helix 0 (Metric) A Without coating
it ZI—hAE H MF REILIE
T SC Z Spiral, medium helix 1 (Metric Fine) B Steam tempered / Nitrided
ZI—hBE & .
X Spiral, high helix C TN
ZIAZIL RAVK ;
P Spiral point D TiCN
S AhL—h
Straight
v
F Forming tap
5 A RILEI 6 g 7 v vy 8 Y14 X
Component material Standard Shank Thread size
il 4| it M3
. Steel I ISO 1 reinforced |
ATV LR — % M24
M Stainless steel A ANSI 2 plain
. Cast iron J JIS

TILIEE
Aluminium

N
g | WAt
U

— s

Universal

Heat resistant super alloys

* L 5 R—YZTSRIEE L,

See page 5 for details.

HSS-E powder metallurgy steel

] 8~10%INILhEEA.
HIGERN ol ih i 222 s

BWIR/NA RFEFEDIT—IcRDNE T,

8-10% cobalt content increases wear and thermal

resistance.

Power metallurgy steel increases material
homogenity for more even wear.

REWNIE/ O—FTov Y

Surface treatment / Coating

OO0 W >»

RELIRR U

Without coating

RELIE

Steam tempered / Nitrided
TiN

TiCN

ST

Steam tempered

KEKILIE RELIB) [CLD, &
BUNRLSSAER O, RBEDL
HO.ME WEFEEZE LS EXT,
MUDBALEICHRENHG B ATV LR
D5y TITICHRETY

A steam-tempered surface makes cutting

fluids attach easier to the tap body and
guides the fluid into the cutting zone.

Suitable for tapping in stainless steel.

Nitriding

ZNEBICKD, Yy T7OREMNK
DIEC. IMORYERKEICENET,
SEMMTIcHEETY,

Nitriding makes the tap surface harder and
more resistant to abrasive wear.

Suitable for machining cast irons.

Titanium Nitride

TN I—7« 73, BON TEER
DODREZER L, 2FOTHIRE T
SEE. RWIEFGMZERRLET,
TiN coating provides a smooth low-friction

surface combined with high hardness for
increased cutting speed and longer tool life.

Titanium Carbon Nitride

TICN I—7F 1 > 7, WA EHE
EICEN, NOBSHT, BERD
REZERLUET,

TiCN coating increases abrasive wear

resistance while still providing a smooth low-
friction surface.



ZUSIEH  Product information

B/Sef#ENIA ARSY7 .

For low to high alloy steels

<TASEB  Available dimensions
M:M3-M24
MF:M4x0.5-M20x1.5

55 Tool description ;253 Application
S UAMED HSS-E &1 BRUESIIxDET
HSS-E substrate for high toughness For threading depths up to 3xD
BRE L EAEE 38 1,000 N/mm? (32HRc) £TOHIDFTDREL / RUVDIRHIM,
Stable basic design EZIFE /) BEEM. ¥k, YVIAVTILIES
BEBUEFEREZESTINIO—FT2Y For short and long-chipping materials with tensile strength up to 1000 N/mm? (32 HRc)

TiN coating for superior tool life

CoroTap 200 CoroTap 300
EPOCPJ1 / EPOCPJ2 P.14 EXOCPJ1 / EXOCPJ2 P.15
EP1CPJ1/EP1CPJ2 ) EX1CPJ1/EX1CPJ2 '
o ZIAZIVIRA VNG v, o IEEDRRQUA. 45 RihA. LiR7 5y ML
BNEEEIK 35~5EyF BNEHER 2~3EyF
Spiral point tap for through holes with 3.5-5 pitch in chamfer length Spiral flute tap for blind holes with 2-3 pitch in chamfer length.

Right-hand 45° helix angle

547 :EPOCPJ1 %47 EXOCPJ1

Example Example

Fl &= Advantages

o LEEDORERHIMIERATESROIEIRNEDICTEDEEREIR

A tap for a wide range of component materials which increases your producitivity as well as reduces the number of different tools you need.

* SWHIEEEZELWESM LICKD TEMEBIKZERLTYY Y DRERE ZRE

Reduced number of tool changes optimizes machine utilization through long tool life and high cutting speed.

o YD T DERKIEDAE LICLDERED T Ot RERIEZ R

Optimized machining process security due to superior chip forming ability.

ZUSIER  Product information

ATV UVABMIBY Y7

For stainless steels

~1&&EB  Available dimensions
M: M3-M24

45 Tool description

BECAMD HSS-E 84
HSS-E substrate for high toughness

B ESERIENESHUIEFEG%ESES TICN A—FT1> 7

TiCN coating for outstanding wear resistance and superior tool life

CoroTap 200

EPOBMJ1 / EPOBMJ2
EPODMJ1 / EPODMJ2

P.16

o BB, RIAIIIRAV KTy,
BAEHEIR 35~5EyF
Spiral point tap for through holes with 3.5-5 pitch in chamfer length

447 :EPODMJ1

Example

3553 Application
BRURS 25-3xDET
For threading depths up to 2.5-3xD

H3EE 1,200 N/mm?2 (36HRc) £TODRTYLAMELV'E
SMAICF L U s%ET

Specially designed for tapping stainless steel with tensile strength
up to 1200 N/mm? (36HRc)

CoroTap 300

EX0BMJ1 / EXOBMJ2
EXODMJ1 / EXODMJ2

o IEFORY VT FiwT Ty ML

BAEHER 2~3EYF

Spiral flute tap for blind holes with a chamfer length of 2-3 pitch
o YD TDERERENL TS 40° AUNA

Stable chip forming process with 40° helix angle

547 :EXODMJ1

Example

fl = Advantages

o ZELYIDLLTHIFEIC LD EEDT O REFHEIEE R
Highest possible process security through secure chip control

o E L WHanE bic & TER O #Z ER

Reduced need for tool changes due to significantly improved tool life



ZUSIEH  Product information

For heat resistant super alloys

<TASEB  Available dimensions
M:M3-M12

%51 Tool description

BSRI/NILNNA RORRBE Y YTy T

Dedicated high grade HSS-Cobalt tap for high performance in HRSA

BEAESEMTAICRKRET SNICERY YT
Specially designed for HRSA materials

CoroTap 200

EPOASJ1 / EPOASJ2
EPODSJ1 / EPODSJ2

o BREEIRN 35 ~5EYF
3.5-5 pitch chamfer length for the point tap.

547 EPOASJ1

Example

CoroTap 300

ZUSIER  Product information

sHEk T A

VU .

For cast iron

~1&&EB  Available dimensions
M: M3-M24

EQOASJ1 / EQOASJ2
EZOASJ1 / EZ0OASJ2

o BNEETR 2~3EYF
2-3 pitch chamfer length for the spiral tap

547 EZOASII

Example

451 Tool description
B RELE(C L DMMEFEMEZRE U

Improved wear resistance with nitriding surface treatment

ETiCN O—F V7 Ic LD BRYIH & RFMERER
TiCN coating enables high speed tapping with long tool life

J::553 Application

B3xD XTOLEFDAREIVED VA
For both through and blind holes up to 3xD

BD < T DEWEEIM ICRE

Optimal for short-chipping materials

CoroTap 100

R&EE i
AR &Sy 7

Forming taps for all material types

~TASEB  Available dimensions
M:M3-M12

I ESOBKJ1 / ESOBKJ2 P. 20

ESODKJ1 / ESODKJ2

451 Tool description

BB AR INTDT—VICfERTESNAR
HSS-E &mi&%5 v 7
Possibility to machine all materials possible to form with one tap type
BTN I—F7 ¢ V7 IC KB BB EREM

Optimal wear resistance due to TiN coating

Fi%  Application

B3.5xD XTOLERDARE LV EBEIN
For both through and blind holes up to 3.5xD

M ELORTY LR

Suitable for steel, stainless steel, aluminium, copper and ductile cast iron

CoroTap 400

Fl 55 Advantages

® MASEICHUTRELIcHFmERER
Long and predictable tool life in HRSA materials
o SR, BREMINTES
High process security and machine utilization

e

447 :EPODMJ1

Example

I EFOCUJ1 / EFOCUJ2 P. 21

F] 55 Advantages

e SWHIEEERFMICLDBEEEZRIR
High productivity due to long tool life and high tapping speed
o IEFRDR. WO WITICHERFIRE

Reduced tool inventory since same tool can be used in both
through and blind hole applications

447 :EFOCUJ1

Example

#l 55 Advantages

o RWIEEDN / BEBNORLYID TEBEWS Ot X EHEME.
TRICEVWTTIDTNRAELRW ), YIN<KTDHEEDEP
FID<FTOHEN S HBERSRL

High machining security due to thread forming process which eliminates
chip removal-related problems

® IEICRHBDIRICRIFRRURE
Accomplishes a high quality surface level due to the forming process
e TERRILELTWSIHRFIT/NEDRUMIICEWT
REOEBEEZES
High machining reliability due to stable tool geometry
o TEHFMMRVWHTEMEBIHAH

Fewer tool changes needed due to longer tool life



Coro Tap”” Series a09v7  IEERHAR

TEFEIRAAR §IMs T EEyvT
e FEDINA e lFEDINA elEE DI elEE DA o FEDNBLVERNA | oE@/NA oEENH D =pGlaN:E] N AREREY v
Y ITIIEE FHUER AT VLAMBE LV R | oERE MK ofESKF FHV ZwITILEE o5 kK 300HB £T XTVLAMB LV E | oHBEMELER
b o BKVHELDHEHIMA | e RLUHELIDHHIMA a&MA D7 alb)] o7 )LEEBIEHIMAE B LUMELDEMIME | ERARRARE EaMOEEIN HD /120
RS INTE/lE MQL SEH TILIAEBL o MQLIc TE S
<z /Y25~ i58k
nRinA 25° 15° 40° 45° 0 0 0 0
RhURE 1.5xD 2.0xD 2.5xD 3.0xD 3.0xD 2.0xD 3.0xD 3.0xD 3.0xD
an4v7300 aO4v7300 aO4v7300 aO04v7300 aa4v7100 an4v7200 an4v7200 aO4v7200 an4v7400
RIACZIE YT P VAS A RINATIE YT RINATIE YT ANL—KEYT KAV NI VT KAV NI VT RAVKNTYT TA—ZT79v7
547 EZOASJ1 EQOASJ1 EX0BMJ1 EXOCPJ1 ESO0BKJ1 EPOASJ1 EPOCPJ1 EPOBMJ1 EFOCPJ1
EZOASJ2 EQOASJ2 EX0BMJ2 EXOCPJ2 ESOBKJ2 EPOASJ2 EPOCPJ2 EPOBMJ2 EFOCPJ2
EXODMJ1 EX1CPJ1 ESODKJ1 EPODSJ1 EP1CPJ1 EPODMJ1 EFOCUJ1
EXODMJ2 EX1CPJ2 ESODKJ2 EPODSJ2 EP1CPJ2 EPODMJ2 EFOCUJ2
M (R—3) 19 19 17 15 20 18 14 16 21
@ =5 MF (=—3) — — — 15 — — 14 — —
O=8HR I—F17 I—F1>7RL d—F1>7RL RELE/ TICN TiN E{LniE/ TicN 37127 5BL/TiCN TN REME/ TiCN TN
W |
# ’J !
Al
7
y 4
! 1" 3|3 ¢
7 HB N/mm?
BEEREL (BERL) 210 700 O O O °
RS 220 750 ° [ () @) )
FEEMELWMES SN BEERL 300 1010 O ® ®
BEERL 380 1280 () () ® [ O
BEERL 430 1480 ) 0 O °®
BEEREL 200 670 ° ° [®) °
Ea i BEERUICKDREL 300 1010 o) Y °
BEERUICE BB 400 1360 @) ® °
TrxT14RR YITIVTARR BEEREL 200 670 [} ® ®
. RILTHA R BEERU 330 1110 ° ° @) ) °
M| 27128 F—2FF1 R R AR 230 780 ° ° °
A—RTF1 b F. FHEE (PH) 300 1010 ° °® °® @)
19 BEEIK 245 — ®
5059158k PETEES NVIC R = 265 = o) o) o °®
CGl 200 — °®
N FEE B TRE 30 - o 0 °
e N 100 340 o o o o o
N e <=12% Si 90 310 19 o) ° o ° °
FLEaEEE) > 12% Si 130 450 0 ° o O
N | x7xv9LE 70 250 @) ) O O
Fes. BRHA 100 340 o
A A, =i, S, FHE 90 310
ST HEE. "IN 110 380
ERE FY7I014% 300 1010
R—2 280 940
ME#AS ZwTILERIRDINLAR—Z 250 840 ° l®) ° °
=y )LE RNV R—R 350 1180 @) ) °®
S WF s> 200 670
FHIVEE at+BER. FME(FEH» 375 1260 ® ®
&% 410 1400 @) °®
YVTRATUAR 300 1010 8 O O
EUITFVAEE 300 1010 9 9 O
EhATZE SRR EFERARL O
H—FEtvh MEFRERRL O
(0] s GFRP, AFRP °
b TS RF v IR CFRP ps
727746 (EER) 65 O

10 11



CoroTap” series

Tap selection guide

Cutting taps

v

hdi ]

| ]

Tap selection guide

Forming taps

hdi ]

Blind holes.
Nickel alloys and

Blind holes. Titan alloys
and similar materials.

Blind holes. Stainless
steels and similar

Blind holes.
Steel.

Blind and through
holes. Cast iron.

Through-holes.
Nickel and titanium

Through-holes. Up
to 300 HB. For steels

Through-holes.
Stainless steel and

All materials
suitable for forming.

Application similar materials. materials. Deep threads. Aluminum alloys. alloys and similar and aluminum. high alloy steel. Lubrication grooves
Dry or MQL cutting materials. available. MQL
possible. machining possible.
Helix angle 25° 15° 40° 45° 0° 0° 0° 0
Maximum recommended thread depth 1.5xD 2.0xD 2.5%xD 3.0xD 3.0xD 2.0xD 3.0xD 3.0xD 3.0xD
CoroTap 300 CoroTap 300 CoroTap 300 CoroTap 300 CoroTap 100 CoroTap 200 CoroTap 200 CoroTap 200 CoroTap 400
Spiral flute tap Spiral flute tap Spiral flute tap Spiral flute tap Straight flute tap Spiral point tap Spiral point tap Spiral point tap Forming tap
Product type EZOASJ1 EQOASJ1 EX0BMJ1 EXOCPJ1 ESO0BKJ1 EPOASJ1 EPOCPJ1 EPOBMJ1 EFOCPJ1
Product code EZOASJ2 EQOASJ2 EX0BMJ2 EX0CPJ2 ESO0BKJ2 EPOASJ2 EPOCPJ2 EPOBMJ2 EFOCPJ2
EXODMJA1 EX1CPJ1 ESODKJ1 EPODSJ1 EP1CPJ1 EPODMJA1 EFOCUJ1
EXODMJ2 EX1CPJ2 ESODKJ2 EPODSJ2 EP1CPJ2 EPODMJ2 EFOCUJ2
Metric (M) -tread (page) 19 19 17 15 20 18 14 16 21
@ = First choice Metric Fine (MF)-thread (page) — — — 15 — — 14 — —
O= Alternative choice Coating No coating No coating Steam tempered / TICN TiN Nitriding / TICN No coating / TICN TiN Steam tempered / TICN TiN
3
=}
o
[$) |
© |
o
@
€ f
€
5 A ‘*
S Hardness, Tensile % i
£ Brinell strengh i,
9]
o HB N/mm?
annealed (tempered) 210 700 O O O °
Free cutting steel 220 750 [ ([ ([ O ([
Unalloyed and low-alloyed steel tempered 300 1010 O ([ ([
tempered 380 1280 [ [ ) [ [ O
tempered 430 1480 O O O [ ]
annealed 200 670 [ [ O [}
High-alloyed steel hardened by tempering 300 1010 O [ J [ J
hardened by tempering 400 1360 O [ J (]
ferritic, martensitic, annealed 200 670 [ ] [ J [ J
M | Stainless steel martensitic, tempered 330 1110 [ ] [ ] O [ J ([ J
austenitic, Duplex 230 780 [ ] [ ] [ ]
austenitic, precipitation hardened (PH) 300 1010 ) ) ) O
Grey cast iron 245 — ([
Nodular cast iron ferritic, perlitic 265 = @) O O o
Compacted graphite iron (CGI) 200 — [
Aluminium malleable alloys non-age hardenable 30 — © © S
age hardenable, age-hardened 100 340 O O O O [ ]
Aluminium cast alloys ST 12%Si 90 810 © © ® © ® ®
> 12% Si 130 450 O [ ] ®) ®)
N | Magnesium alloys 70 250 O ) O O
unalloyed, electrolytic copper 100 340 O
G ene Gamrer s e Brass, bronze, red brass 90 310
Cu alloys, short-chipping 110 380
high-strength, Ampco 300 1010
Fe basis 280 940
Heat-resistant alloys Ni-or Co basis 250 840 [ J O [ ([
Ni-or Co basis 350 1180 O O [ ]
S Pure titanium 200 670
Titanium alloys a+p alloys, age hardened 375 1260 [ J [
B alloys 410 1400 O [ ]
Wolfram alloys 300 1010 O O O
Molybdenum alloys 300 1010 O O O
Thermoplastics without abrasive fillers O
Thermosetting plastic without abrasive fillers O
(o) ) ) ) GFRP, AFRP °
Reinforced plastic materials CFRP P
Graphite (technical) 65 O

12
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CoroTap” series

Cutting taps

P

3% Dy HSS-E
y BASHHR 35~5EvF
l:] 353420%00 8.5 -5 pitch chamfer lead length EMIFF 200 ~ 1000 N/mm? & LT 32 HRC
P10 < T ORWEEIMA For materials with tensile strength of 200-1000
M 6 H For long-chipping materials N/mm? and hardness < 32 HRC
[ | .
E POC PJ D - I:I REAMIE  Surface treatment / Coating H M H N S (o]
TiN [ J O [ J O
(mm)
BE TDXTP LF |THGTH| LU | DMM | a b | NOF
Product code
EPOCPJ1-M3 M3x0.5 46 9 18 4.0 3.2 6 3
EPOCPJ1-M4 M4 x0.7 52 12 21 5.0 4.0 7 8
EPOCPJ1-M5 M5x0.8 60 13 25 55 4.5 7 3
. ‘ EPOCPJ1-M6 M6x1.0 62 15 30 6.0 4.5 7 3
LU EPOCPJ2-M8 M8x1.25 70 18 - 6.2 5.0 8 3
~THLGTH~ ~b~
Al ‘ ‘ | ‘ , | EPOCPJ2-M10 M10x 1.5 75 20 - 7.0 5.5 8 3
2 * i: EPOCPJ2-M12 M12x1.75 82 23 - 8.5 6.5 9 3
DMM
EPOCPJ2-M16 M16x2.0 95 25 - 125 | 10.0 13 3
EPOCPJ2-M18 M18x2.5 100 30 - 14.0 | 11.0 14 4
EPOCPJ2-M20 M20x2.5 105 30 - 15.0 | 12.0 15 4
EPOCPJ2-M24 M24 x 3.0 120 36 - 19.0 | 15.0 18 4
Cutting taps w_ -

Cutting taps

CoroTap™ produce range

J0%9vy7  ®SHELYY

% =

3Dy HSSE ) #2HIH 200 ~ 1000 N/mm? & & U 32 HRG
U ongy7 300 S N ana ardnose <62 HRG
W 6H
| EXOC PJ I:l - I:I REAIE  Surface treatment / Coating H M H N S} (o]
TiN [ J O O
(mm)
%ﬁa . TDXTP LF |THLGTH| LU | DMM | a b NOF
EXOCPJ1-M3 M3x0.5 46 6 18 4.0 3.2 6 3
EXOCPJ1-M4 M4 x0.7 52 7 21 5.0 4.0 7 3
EXOCPJ1-M5 M5x0.8 60 8 25 55 4.5 7 3
" ‘ EXOCPJ1-M6 M6x1.0 62 10 30 6.0 4.5 7 8
LU EXO0CPJ2-M8 M8x1.25 70 12 - 6.2 5.0 8 3
M . [, | Exocp2-M10 Miox15 | 75 | 15 | - | 70| 55| 8 | 3
Ei’ EXOCPJ2-M12 M12x1.75 82 16 - 8.5 6.5 9 4
EXOCPJ2-M16 M16x2.0 95 20 - 125 | 10.0 13 4
EXOCPJ2-M18 M18x2.5 100 25 - 14.0 | 11.0 14 4
EX0CPJ2-M20 M20x2.5 105 25 - 15.0 | 12.0 15 4
EX0OCPJ2-M24 M24 x 3.0 120 30 - 19.0 | 15.0 18 4

Cutting taps

% > =

3% Dy HSS-E
D gcﬁo?r;fazoﬁoo Sﬁ??‘i@;iﬁarﬁs ;’ds '::‘;:‘C #HI#E 200 ~ 1000 N/mm? &£V 32 HRC
1D < FDRWEEIME For materials with tensile strength of 200-1000
M F 6 H For long-chipping materials N/mm? and hardness < 32 HRC
| EP1CPJ I:l_l:l AR  Surface treatment / Coating H M H N S o]
TiN [ J O]l @ O
(mm)
%ﬁd code TDxTP LF THLGTH LU DMM a b NOF
EP1CPJ1-M4x0.5 M4 x0.5 52 12 21 5.0 4.0 7 3
EP1CPJ1-M5x%0.5 M5x0.5 52 13 25 5.5 4.5 7 3
EP1CPJ1-M6x%0.5 M6x0.5 62 15 30 6.0 4.5 7 3
EP1CPJ1-M6x0.75 M6 x0.75 62 15 30 6.0 4.5 7 3
EP1CPJ2-M8x% 1.0 M8x1.0 70 18 - 6.2 5.0 8 3
LF | EP1CPJ2-M10x1.0 M10x1.0 70 20 = 7.0 5.5 8 3
‘THLGTII-_IL’J‘ ‘ «b»t EP1CPJ2-M10x1.25 M10x1.25 75 20 - 7.0 5.5 8 3
Tﬁﬁ ; EP1CPJ2-M12x1.0 M12x1.0 70 21 = 8.5 6.5 9 4
t VY I | EP1CPJ2-M12x1.25 M12x1.25 80 21 - 8.5 6.5 9 4
EP1CPJ2-M12x1.5 M12x1.5 82 21 = 8.5 6.5 9 4
EP1CPJ2-M14x1.5 M14x1.5 88 21 - 10.5 8.0 11 4
EP1CPJ2-M16x 1.5 M16x1.5 95 21 = 125 | 10.0 13 4
EP1CPJ2-M18x1.5 M18x1.5 95 24 - 14.0 | 11.0 14 4
EP1CPJ2-M20x 1.5 M20x1.5 95 24 = 15.0 | 12.0 15 4

14

3Dy HSSE Kb 200 ~ 1000 N/mm? & & U 32 HRC
hd =7 MEERINEE et
ME 6H
| EX1 CPJ I:l_l:l SRMEALE  Surface treatment / Coating H M H N S o]
TiN [ J O O
(mm)
%ﬁd e TDxTP LF |THGTH| LU | DMM a b NOF
EX1CPJ1-M4x0.5 M4 x0.5 52 7 21 5.0 4.0 7 3
EX1CPJ1-M5x0.5 M5x0.5 52 8 25 515 4.5 7 3
EX1CPJ1-M6x0.5 M6x0.5 62 10 30 6.0 4.5 7 3
EX1CPJ1-M6x0.75 M6x0.75 62 10 30 6.0 4.5 7 3
EX1CPJ2-M8x 1.0 M8x1.0 70 12 - 6.2 5.0 8 3
LF ‘ EX1CPJ2-M10x 1.0 M10x1.0 70 12 - 7.0 515 8 8
«THLGTHL»L‘J ‘«b» EX1CPJ2-M10x1.25 M10x1.25 75 15 - 7.0 55 8 3
= q—— | EXICPJ2-M12x1.0 | M12x10 | 70 | 13 | - | 85| 65| 9 | 4
D ! DMm 1| EX1CPJ2-M12x1.25 M12x1.25 80 13 - 8.5 6.5 9 4
EX1CPJ2-M12x1.5 M12x1.5 82 13 = 8.5 6.5 9 4
EX1CPJ2-M14x1.5 M14x1.5 88 15 - 10.5 8.0 11 4
EX1CPJ2-M16x 1.5 M16x1.5 95 15 = 12.5 | 10.0 13 4
EX1CPJ2-M18x%x 1.5 M18x1.5 95 17 - 14.0 | 11.0 14 4
EX1CPJ2-M20x 1.5 M20x 1.5 95 17 — 15.0 | 12.0 15 4
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CoroTap” series

3x Dy

Cutting taps

CoroTap 200

HSS-E

BAEHPR 35~5EyF
3.5 - 5 pitch chamfer lead length

N/mm? and hardness < 36 HRC

Cg— )

#HIPF 350 ~ 1200 N/mm® & & UF 36 HRC
For materials with tensile strength of 350-1200

510 < FORWEHEIHE
M 6H For long-chipping materials
h EPOBMJ D_I:I FREAIEE  Surface treatment / Coating H M H N S
REMIE  Steam tempered @ o
(mm)
}'ﬁd . TDXTP LF |THGTH| LU | DMM | a b | NOF
EPOBMJ1-M3 M3x0.5 46 9 | 18 | 40 | 32 6 2
EPOBMJ1-M4 M4 x0.7 52 | 12 | 21 50 | 4.0 7 3
EPOBMJ1-M5 M5x0.8 60 | 13 | 25 | 55 | 45 7 3
" ‘ EPOBMJ1-M6 M6x1.0 62 15 30 6.0 4.5 7 S
W EPOBMJ2-M8 M8x1.25 70 | 18 - 62 | 50 8 3
L™ ‘ | *b*L EPOBMJ2-M10 M10x1.5 75 | 20 | - 70 | 55| 8 3
T;EWD; EPOBMJ2-M12 M12x1.75 | 82 | 23 - 85 | 65 9 4
EPOBMJ2-M16 M16x2.0 95 | 25 - | 125 | 100 | 13 4
EPOBMJ2-M18 M18x2.5 | 100 | 30 - | 140 | 110 | 14 4
EPOBMJ2-M20 M20x2.5 | 105 | 30 - | 150 [ 120 | 15 4
EPOBMJ2-M24 M24x3.0 | 120 | 36 - | 19.0 | 150 | 18 4
Cutting taps E
3Xx Dy HSS-E

D aa%yv7 200
CoroTap 200

BNEHPIK 35~5EyF
3.5 - 5 pitch chamfer lead length

#HI# 350 ~ 1200 N/mm?® & & U* 36 HRC
For materials with tensile strength of 350-1200

N/mm? and hardness < 36 HRC

——
-
EPODM J l:"l:l fg)ﬁ;j@iﬁ Surface treatment / Coating m 2 H N | s
(mm)
%ﬁlct code TDxTP LF THLGTH LU DMM a b NOF
EPODMJ1-M3 M3x0.5 46 9 | 18 | 40| 32| 6 | 2
EPODMJ1-M4 M4x0.7 52 | 12 | 21 | 50| 40| 7 | 3
EPODMJ1-M5 M5x0.8 60 | 13 | 25 | 55| 45| 7 | 3
. | EPODMJ1-M6 M6 1.0 62 | 15 | 30 | 60| 45| 7 | 3
LW EPODMJ2-M8 M8x1.25 70 18 | - | 62| 50| 8 | 3
LM ‘ | *D*L EPODMJ2-M10 M10x1.5 75 | 20 | - 70| 55| 8 | 3
T;ﬂ’—‘%:]; EPODMJ2-M12 Mi2x175 | 82 | 23 | - | 85| 65| 9 | 4
EPODMJ2-M16 M16x2.0 95 | 25 | - |125 |100 | 13 | 4
EPODMJ2-M18 M18x25 | 100 | 30 | - | 140 | 11.0 | 14 | 4
EPODMJ2-M20 M20x25 | 105 | 30 | - | 150 | 120 | 15 | 4
EPODMJ2-M24 M24x30 | 120 | 36 | - | 19.0 | 150 | 18 | 4
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Cutting taps

CoroTap™ produce range

a0%9vy7  ®SHELYY

RN — -

2.5xD
N HSS-E I 350 ~ 1200 N/mm? & & U 36 HRC
a4y 7 300 BRNEEIIR 2~3EYF For materials with tensile strength of 350-1200
CoroTap 300 2 - 3 pitch chamfer lead length N/mm® and hardness < 36 HRC
40 bnm F1H < FORVIEEIM A
M 6 H 40° helix angle For long-chipping materials
B
EXOBMJ D I:I REAIE  Surface treatment / Coating H M H N S} (o]
= IRELLIE  Steam tempered [ ] ([ ] O
(mm)
BE TDXTP LF |THGTH| LU | DMM | a b | NOF
Product code
EXOBMJ1-M3 M3x0.5 46 6 18 4.0 3.2 6 3
EX0BMJ1-M4 M4 x0.7 52 7 21 5.0 4.0 7 3
EXOBMJ1-M5 M5x0.8 60 8 25 55 4.5 7 3
" ‘ EXOBMJ1-M6 M6x1.0 62 10 30 6.0 4.5 7 3
LU EX0OBMJ2-M8 M8x1.25 70 12 - 6.2 5.0 8 3
~THLGTH- —b—
A | . 7. | ExoBMJ2-M10 Mi0x15 | 75 | 15 | - | 70| 55| 8 | 3
11 N Q EX0BMJ2-M12 M12x1.75 | 82 | 16 - 85 | 65 9 4
DMM
EX0BMJ2-M16 M16x2.0 95 20 - 12.5 10.0 13 4
EXOBMJ2-M18 M18x2.5 100 25 - 14.0 11.0 14 4
EX0BMJ2-M20 M20x2.5 105 25 - 15.0 12.0 15 4
EX0BMJ2-M24 M24 x 3.0 120 30 - 19.0 15.0 18 4
Cutting taps B — -
2-5% On HesE EIH 350 ~ 1200 N/mm? & & U 36 HRC
BESHR 2~3EyF als w o
D il(l,:rlga‘ypZogoo 2 - 3 pitch chamfer lead Ienéth ;(/}I;rrnn?t:nnjfavx:gsgi”g;:i{gm 0f850-1200
40" R UhA 10 < T ORVEHEIH
M 6H 40° helix angle For long-chipping materials
B
EXODMJ D I:I RMEMIE  Surface treatment / Coating H M H N S (o]
= TiCN e o | O
(mm)
& TDxTP LF THLGTH LU DMM a b NOF
Product code
EXODMJ1-M3 M3x0.5 46 18 4.0 3.2 6 3
EXODMJ1-M4 M4 x0.7 52 21 5.0 4.0 7 5
EXODMJ1-M5 M5x0.8 60 25 5.5 4.5 7 3
i ‘ EXODMJ1-M6 M6x1.0 62 10 30 6.0 4.5 7 3
Ly EXODMJ2-M8 M8x1.25 70 12 - 6.2 5.0 8 3
~THLGTH-~ b —~|
s ‘ | ‘ .+ | EXODMJ2-M10 M10x1.5 75 15 - 7.0 5.9 8 5
11 N ; EXODMJ2-M12 M12x1.75 | 82 | 16 - 85 | 65 9 4
DMM
EXODMJ2-M16 M16x2.0 95 20 - 12.5 10.0 13 4
EXODMJ2-M18 M18x2.5 100 25 - 14.0 11.0 14 4
EXO0DMJ2-M20 M20x2.5 105 25 - 15.0 12.0 15 4
EXODMJ2-M24 M24 x 3.0 120 30 - 19.0 15.0 18 4
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CoroTap” series

Cutting taps

Cg— )

2X Dy HSS-E-PM
y BASHHR 385~5EvF
D ilfrlo?rajpzoﬁoo 3.5 - 5 pitch chamfer lead length BHIHF 700 ~ 1400 N/mm? & 0% 44 HRC
10 < T ORVWEEIMA For materials with tensile strength of 700-1400
M 6 H For long-chipping materials N/mm? and hardness < 44 HRC
I E POASJ D I:I REAMIE  Surface treatment / Coating H M H N S (o]
= I—F 427 #L  Nocoationg o 0 O @
(mm)
EE TDXTP LF |THGTH| LU | DMM | a b | NOF
Product code
EPOASJ1-M3 M3x0.5 46 10 - 4.0 3.2 6 2
U ‘ EPOASJ1-M4 M4 x0.7 52 13 = 5.0 4.0 7 3
LU EPOASJ1-M5 M5x0.8 60 16 - 5.5 4.5 7 3
~THLGTH~ ~b~
aal ‘ ‘ | ‘ \ EPOASJ1-M6 M6x1.0 62 15 23 6.0 4.5 7 3
gm; EPOASJ2-M8 M8x125 | 70 | 18 | - | 62 | 50 | 8 | 3
DMM
EPOASJ2-M10 M10x1.5 75 20 - 7.0 5.5 8 3
EPOASJ2-M12 M12x1.75 82 23 - 8.5 6.5 9 4
Cutting taps Er= — -
2xDy HSS-E-PM
. BAEEMIR 35~5EyF
D 35331"302000 3.5 - 5 pitch chamfer lead length I 700 ~ 1400 N/mm? 5 & U 44 HRC
10 < FORWEHIMA For materials with tensile strength of 700-1400
M 6 H For long-chipping materials N/mm? and hardness < 44 HRC
I E PO DSJ D - I:I REMIE  Surface treatment / Coating M N S o
TiCN [ () O ()
(mm)
B TDxTP LF THLGTH LU DMM a b NOF
Product code
EPODSJ1-M3 M3x0.5 46 10 - 4.0 3.2 6 2
‘ . ‘ EPODSJ1-M4 M4 x0.7 52 13 - 5.0 4.0 7 3
LU EPODSJ1-M5 M5x0.8 60 16 - 55 4.5 7 3
~THLGTH- b
; | ‘ . "7, | EPoDsJ1-Me M6x1.0 62 | 15 | 23 | 60 | 45 | 7 | 3
gu:; EPODSJ2-M8 M8x1.25 70 | 18 - 62 | 5.0 8 3
DMM
EPODSJ2-M10 M10x1.5 75 20 - 7.0 55 8 3
EPODSJ2-M12 M12x1.75 82 23 - 8.5 6.5 9 4
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Cutting taps

CoroTap™ produce range

a0%9vy7  ®SHELYY

e ~o |

2xD
: HSS-E-PM 1B 700 ~ 1400 N/mm? & & U 44 HRC
aa4v7 300 BNEEER 2~3EyF For materials with tensile strength of 700-1400
CoroTap 300 2 - 3 pitch chamfer lead length N/mm? and hardness < 44 HRC
15" aUnf T < FORVIEEIM A
M 6 H 15° helix angle For long-chipping materials
I EQ OASJ D I:I REAIE  Surface treatment / Coating H M H N S (o]
= Od—F 4277 L  Nocoationg [ ] O [ ]
(mm)
B TDxTP LF THLGTH LU DMM a b NOF
Product code
EQOASJ1-M3 M3x0.5 46 10 - 4.0 3.2 6 3
‘ . EQO0ASJ1-M4 M4 x0.7 52 13 - 5.0 4.0 7 3
—LU— EQOASJ1-M5 M5x0.8 60 16 - 55 4.5 7 3
~THLGTH~ l~b~|
\ : : EQOASJ1-M6 M6x1.0 62 15 23 6.0 4.5 7 3
P % | EQOASJ2-M8 M8x125 | 70 | 18 | - | 62 | 50 | 8 | 3
DMM
EQOASJ2-M10 M10x1.5 75 20 - 7.0 515 8 3
EQOASJ2-M12 M12x1.75 82 23 - 8.5 6.5 9 4
Cutting taps e
1.5x D,
N HSS-E-PM I 700 ~ 1400 N/mm? & & UF 44 HRC
BNRHEEHERK 2~3EyF For materials with tensile strength of 700-1400
U f:":lgT‘y ZO%OO 2 - 3 pitch chamfer lead length N/mm? and hardness < 44 HRC
orola
: 25 BLNA 90 < FORVEHIHA
M 6 H 25° helix angle For long-chipping materials

EZOASJ |:| - I:I f?ﬁ:&fi Suriace treatment v/ Coating H M H N S (o]
T4 1L Nocoationg O ()
(mm)
fﬁd i TDXTP LF |THGTH| LU | DMM | a b | NOF
EZOASJ1-M3 M3x0.5 46 10 - 4.0 3.2 6 3
‘ . EZOASJ1-M4 M4 x0.7 52 13 - 5.0 4.0 7 8
- LU— EZOASJ1-M5 M5x0.8 60 16 - 5.5 4.5 7 3
J‘THLGTH’ . | EZ0ASJ1-M6 M6x1.0 62 | 15 | 23 | 60 | 45 | 7 3
D= el L5 | EZ0ASJ2-MB M8x125 | 70 | 18 | - | 62 | 50 | 8 | 3
EZOASJ2-M10 M10x1.5 75 20 - 7.0 515 8 4
EZ0ASJ2-M12 M12x1.75 82 23 - 8.5 6.5 9 4
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CoroTap” series

Cutting taps

-

3x Dy HSS-E-PM
U [:] BEEHLR 2~3 YT
aa4v 7100 2 - 3 pitch chamfer lead length 10 < FoEWEHIH A
CoroTap 100 I 100 ~ 1000 N/mm? &0 32 HRC For short-chipping materials
For materials with tensile strength of 100- RNV NMERATRE
M 6H 1000 N/mm? and hardness < 32 HRC Possible to use mist coolant supply
. ESOBKJ D I:I REAMIE  Surface treatment / Coating H M H N S (o]
= Z{LIIE  Nividing CHIO
(mm)
EE TDXTP LF |THGTH| LU | DMM | a b | NOF
Product code
ESOBKJ1-M3 M3x0.5 46 9 18 4.0 3.2 6 3
ESOBKJ1-M4 M4 x0.7 52 12 21 5.0 4.0 7 8
ESOBKJ1-M5 M5x0.8 60 13 25 55 4.5 7 4
L ‘ ESOBKJ1-M6 M6x1.0 62 15 30 6.0 4.5 7 4
LU— ESOBKJ2-M8 M8x1.25 70 18 - 6.2 5.0 8 4
~THLGTH~| ~b—~
4 ‘ | | ESOBKJ2-M10 M10x1.5 75 20 - 7.0 515 8 4
im; ESOBKJ2-M12 M12x1.75 82 23 - 8.5 6.5 9 4
DMM
ESOBKJ2-M16 M16x2.0 95 25 - 12,5 | 10.0 13 4
ESOBKJ2-M18 M18x2.5 100 30 - 14.0 | 11.0 14 4
ESOBKJ2-M20 M20x2.5 105 30 - 15.0 | 12.0 15 4
ES0BKJ2-M24 M24 x3.0 120 36 - 19.0 | 15.0 18 5
Cuting taps — -
3x DN HSS-E-PM
W BAZEMIR 2~3EYF
D [:] ggﬁaj ?0100 2 - 3 pitch chamfer lead Ien;th 10 < FDEWEEIF B
P #HI# 100 ~ 1000 N/mm? & &0 32 HRC For short-chipping materials
For materials with tensile strength of 100- RN —=F v MERTRE
M 6H 1000 N/mm? and hardness < 32 HRC Possible to use mist coolant supply
. ESODKJ D I:I REMIE  Surface treatment / Coating H M H N S (o]
= TiCN e | o
(mm)
BE TDXTP LF |THGTH| LU | DMM | a b | NOF
Product code
ESODKJ1-M3 M3x0.5 46 9 18 4.0 3.2 6 3
ESODKJ1-M4 M4 x0.7 52 12 21 5.0 4.0 7 S
ESODKJ1-M5 M5x0.8 60 13 25 55 4.5 7 4
' ‘ ESODKJ1-M6 M6x1.0 62 15 30 6.0 4.5 7 4
Ly ESODKJ2-M8 M8x1.25 70 18 - 6.2 5.0 8 4
~THLGTH~| ~b—~|
n | ‘ . [, | ESODKJ2-M10 Mi0x15 | 75 | 20 | - | 70| 55| 8 | 4
gm; ESODKJ2-M12 M12x1.75 82 23 - 8.5 6.5 9 4
DMM
ESODKJ2-M16 M16x2.0 95 25 - 12,5 | 10.0 13 4
ESODKJ2-M18 M18x2.5 100 30 - 14.0 | 11.0 14 4
ESODKJ2-M20 M20x2.5 105 30 - 15.0 | 12.0 15 4
ESODKJ2-M24 M24 x 3.0 120 36 - 19.0 | 15.0 18 5
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Forming taps

3x D,
LAl =m0

CoroTap 400
M 6H

' EFOCPJ[-[]

CoroTap™ produce range

a0%9vy7  ®SHELYY

T

HSS-E #HI#F 200 ~ 1200 N/mm?® &£ 0* 36 HRC
BREHEIK 2~35EEYF For materials with tensile strength of 200-1200
2 - 3.5 pitch chamfer lead length N/mm? and hardness < 36 HRC

REAIE  Surface treatment / Coating M N S (o]
TiN [ ©) [ O

(mm)
gijﬁm code TDxTP LF THLGTH LU DMM a b
EFOCPJ1-M3 M3x0.5 46 9 18 40 | 32 6
| . EFOCPJ1-M4 M4x0.7 52 12 21 50 | 4.0 7
e EFOCPJ1-M5 M5x0.8 60 13 25 55 | 45 7
J‘mm’ ‘ ™. | EFocPut-Me M6x1.0 62 15 30 | 60 | 45 7
TTD~ P— 12 | EFOCPJ2-M8 M8x 1.25 70 18 - 62 | 50 8
EFOCPJ2-M10 M10x1.5 75 20 - 70 | 55 8
EFOCPJ2-M12 Mi2x1.75 | 82 23 - 85 | 65 9
Forming taps
3.5x Dy
v74
hdl ] o b i
M 6H 2 - 3.5 pitch chamfer lead length N/mm? and hardness < 36 HRC
| EFOCU J D_I:I f@ﬁ&iﬁ Surface treatment / Coating H M H N[s]o
iN [ J [ [ ©)
(mm)
£E TDXTP LF |THGTH| LU | DMM | a b | NOF
EFOCUJ1-M3 M3x0.5 46 | 9 | 18 | 40 | 32 | 6 4
| . | EFOCUJ1-M4 M4 x0.7 52 | 12 | 21 | 50 | 40 | 7 5
e EFOCUJ1-M5 M5x0.8 60 | 18 | 25 | 55 | 45 | 7 5
J‘THLGTH’ ‘ 'b't EFOCUJ1-M6 M6x1.0 62 | 15 | 30 | 60 | 45 | 7 5
ﬂim— — )2 | EFOCUJ2-M8 M8x125 | 70 | 18 | - | 62 | 50 | 8 5
EFOCUJ2-M10 M10x15 | 75 | 20 | - | 70 | 55 | 8 5
EFOCUJ2-M12 Mi2x175 | 82 | 23 | - | 85 | 65 | 9 5
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CoroTap™ Technical information

™
CoroTap" series angy7 iR
IR UIEISRMH Overview of recommended cutting speed
YIElY v 7 mEY Y7 = Cutting taps Forming taps
" A=F4>Y | A=F4¥ | A=F47 g Without With With
?# ERBEIH S —T & T~ RXFOHE 3| =L & & g Material description coating coating coating
[0}
i gg §_ @ Harr!ness, Tensile
| & g 3 Brinell strength
7 P HB N/mm? Ve m/min Ve m/min Ve m/min Oo HB N/mm? Ve m/min Ve m/min Ve m/min
C=0.25% BEE/REL 125 428 15 30 30 C=0.25% annealed 125 428 15 30 30
C>0.25...=0.55% BEEIREL 190 639 15 30 30 C>0.25...=0.55% annealed 190 639 15 30 30
o C>0.25...=0.55% BEEAN 210 708 12.5 25 25 Unslevedlsiag C>0.25...=0.55% heat treated 210 708 12.5 25 25
C>0.55 BESIREFL 190 639 15 30 30 C>0.55 annealed 190 639 15 30 30
C>0.55 BEE AN 300 1013 75 15 15 C>0.55 heat treated 300 1013 7.5 15 15
i (ELn<3g) BEEIREL 220 745 15 30 30 Machining steel (short-chipping) | annealed 220 745 15 30 30
BEEREL 175 591 15 30 30 annealed 175 591 15 30 30
- BEEAN 300 1013 7.5 15 15 heat treated 300 1013 7.5 15 15
R B Ah 380 1282 4 75 Low-alloyed steel heat treated 380 1282 4 75
BEEAN 430 1477 2 4 heat treated 430 1477 2 4
BEEREL 200 675 15 30 30 annealed 200 675 15 30 30
BaelbLUEALTENR BEEWNBLUBEEREL 300 1013 75 15 15 High-alloyed steel and hardened and tempered 300 1013 75 15 15
e = LIS high-alloyed tool steel P
BEWVNELOEERL 400 1361 3 6 hardened and tempered 400 1361 3 6
TIT7ARR/NILTUHA KR BEEREL 200 675 5 10 10 ferritic / martensitic, annealed 200 675 5 10 10
NILFYHYARR BEERL 330 1114 2 4 4 martensitic, heat treated 330 1114 2 4 4
M | X7>L X8 A—RATFHA1 R FEEAN 200 675 5 10 10 M | Stainless steel austenitic, quench hardened 200 675 5 10 10
A—RTFA R, HTHEEL (PH) 300 1013 3 6 6 austenitic, precipitation hardened (PH) 300 1013 3 6 6
A—RTFHFANR/ TR, ZHER 230 778 4 8 8 austenitic / ferritic, duplex 230 778 4 8 8
o 771 8% 200 675 15 30 30 . . ferritic 200 675 15 30 30
o1 ik =51 h % 260 867 10 20 Ductile cast iron pearlitic 260 867 10 20
) {E5|REE 180 602 20 30 ) low tensile strength 180 602 20 30
SIS BIIEBE/ A — 27 F A hR 245 825 75 15 Grey castiron high tensile strength / austenitic 245 825 75 15
LD 771 8% 155 518 15 30 30 . . . X ferritic 155 518 15 30 30
IRIR R gk T B Bae 75 55 Cast iron with spheroidal graphite peariitic = o " )
CGlI 200 675 10 20 Compacted graphite iron (CGI) 200 675 10 20
- B AR 30 - 10 15 15 . cannot be precipitation hardened 30 - 10 15 15
Tl (L ITHRE(CRTRE. AT A A 100 343 15 25 25 Aluminium wrought alloys precipitation hardenable, precipitation hardened 100 343 15 25 25
=12% Si. HTEE{LARR] 75 260 15 20 20 =12% Si, not precipitation hardenable 75 260 15 20 20
TILIEE FFE) =12% Si. HrHEELRTRE. MTHRE(LFEH 90 314 15 30 30 Cast aluminium alloys <12%Si, precipitation hardenable, precipitation hardened 90 314 15 30 30
N >12% Si. AR 130 447 10 15 N >12% Si, not precipitation hardenable 130 447 10 15
NIRRT LEE 70 250 20 30 Magnesium alloys 70 250 20 30
kEs. BER 100 343 5 12,5 12,5 non-alloyed, electrolytic copper 100 343 5 12,5 12,5
MELVEES =ik, SiE. FHE 90 314 25 40 40 Copper and copper alloys brass, bronze, red brass 90 314 25 40 40
(B /ER) e, NI 110 382 20 35 (bronze / brass) Cu-alloys, short-chipping 110 382 20 35
BRE., 7Y7I016% 300 1013 2.5 5 high-strength, Ampco 300 1013 25 5
. BEZREL 200 675 5 7.5 75 annealed 200 675 5 7.5 7.5
A 1 AEAL 280 943 25 5 5 Fe-based pedtetonbaened | 280 043 25 5 5
M#EE _ . BEERFEL 250 839 25 4 4 Heat-resistant alloys annealed 250 839 25 4 4
Slj\i)ll:i:i el et (4 350 1177 1.5 2 2 Ni-based or Co-based preciptation hardened 350 1177 1.5 2 2
S s 320 1076 2 3 3 s cast 320 1076 2 3 3
Fy> 200 675 75 75 7.5 pure titanium 200 675 75 75 75
FyVEE a and BEE. THfEL 375 1262 5 7.3 7.5 Titanium alloys a and B alloys, precipitation hardened 375 1262 5 7.5 7.5
BER 410 1396 2 3 3 B alloys 410 1396 2 3 3
YVTRTVER 300 1013 25 5} Wolfram alloys 300 1013 25 5
EVITTFVESR 300 1013 5 75 Molybdenum alloys 300 1013 5 7.5
EhAT B EISIRE REZEAIL L 20 20 Thermoplasts without abrasive fillers 20 20
HP—Evh RSB U 10 10 Thermosetting plastics without abrasive fillers 10 10
o) TIAFYI BT SR T 7 A\ — GFRP 25 o Plastic, glass-fibre reinforced GFRP 25 5
TIRF VY. @t A—R>T74(/)\— | CFRP 25 5 Plastic, carbon-fibre reinforced CFRP 25 5
TIRFVY, @I 7R T 7A)\— AFRP 25 5 Plastic, aramid fibre reinforced AFRP 25 5
72774k (EEER) 65 15 15 Graphite (technical) 65 15 15
WORIEE Voo o i B Cutting speed Ve= xDexn. )
1000 (m/min) 1000 (m/min)
WD & % n= Vex1000 H No. of rotations n-= Vex1000

TxDe  (minT) TxDe  (min™)
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CoroTap™ Technical information

CoroTap” series 05T S

Ial% v 7T FRE LRSSy T TNRE

Drill size recommendation for cutting taps Drill size recommendation for forming taps

M MF M MF

ISOX—NJLitiEH+4U DIN13 M ISOX—KIJL#IE4U DIN 13 MF ISOX—NJLitiH+U DIN 13 M ISOX—RIJL#iIE4U DIN 13 MF
Metric ISO thread DIN 13 M Metric ISO fine thread DIN 13 MF Metric ISO thread DIN 13 M Metric ISO fine thread DIN 13 MF
EyF B/BOE  Minor ¢ for FOE aOFE  Minor ¢ for HUE EyF AODE  Minor ¢ for FOE BOFE  Minor ¢ for O
Pitch ®»1LU , internal thread Nominal ¢ Hhl internal thread Nominal ¢ Pitch HRL 4+ internal thread Nominal ¢ Hhl internal thread Nominal ¢
6HZAZ 6H tolerance 7HAZ  7H tolerance 6HZAZ 6H tolerance 7HZAZ  7H tolerance
=N =R 52N =N =2 =UN 2N =UN
hUT—1X min max hUorX min max hUH—1X min max hUH—rX min max
Nominal size mm mm mm Nominal size mm mm Nominal size mm mm mm Nominal size mm mm mm
M1 0.25 0.729 0.785 0.75 M2x0.25 1.729 1.785 1.75 M1 0.25 0.729 = 0.88 M4x0.5 3.459 3.639 3.80
M1.1 0.25 0.829 0.885 0.85 M2.2x0.25 1.929 1.985 1.95 M1.1 0.25 0.829 - 0.98 M5x.05 4.459 4.639 4.80
M1.2 0.25 0.929 0.985 0.95 M2.3x0.25 2.029 2.085 2.05 M1.2 0.25 0.929 - 1.08 M6x0.5 5.459 5.639 5.80
M1.4 0.30 1.075 1.142 1.10 M2.5%x0.35 2.121 2.221 2.15 M1.4 0.30 1.075 - 1.26 M6x0.75 5.188 5.424 5.65
M1.6 0.35 1.221 1.321 1.25 M3x0.25 2.729 2.785 2.75 M1.6 0.35 1.221 = 1.45 M7x0.75 6.188 6.424 6.65
M1.7 0.35 1.321 1.421 1.35 M3x0.35 2.621 2.721 2.65 M1.7 0.35 1.321 - 1.55 M8x0.75 7.188 7.424 7.65
M1.8 0.35 1.421 1.521 1.45 M3.5%0.35 3.121 3.221 3.15 M1.8 0.35 1.421 = 1.65 M8x1 9.188 9.424 7.55
M2 0.40 1.567 1.679 1.60 M4x0.35 3.621 3.721 3.65 M2 0.40 1.567 1.707 1.82 M10x0.75 6.917 7.217 9.65
M2.2 0.45 1.713 1.838 1.75 M4x0.5 3.459 3.599 3.50 M2.2 0.45 1.713 1.873 2.00 M10x1 8.917 9.217 9.55
M2.3 0.40 1.813 1.938 1.85 M4.5%0.5 3.959 4.099 4.00 M2.3 0.40 1.813 2.007 2.10 M10x1.25 10.917 11.217 9.40
M2.5 0.45 2.013 2.138 2.05 M5x0.35 4.621 4.721 4.65 M2.5 0.45 2.013 2173 2.30 M12x1 12.917 13.217 11.55
M2.6 0.45 2.113 2.238 2.15 M5x0.5 4.459 4.599 4.50 M2.6 0.45 2.113 2.273 2.40 M12x1.25 14.917 15.217 11.40
M3 0.50 2.459 2.599 2.50 M5x0.75 4.188 4.378 4.20 M3 0.50 2.459 2.639 2.80 M12x1.5 16.917 17.217 11.30
M3.5 0.60 2.850 3.010 2.90 M6x0.5 5.459 5.599 5.50 M3.5 0.60 2.850 3.050 3.25 M14x1 8.647 8.982 13.55
M4 0.70 3.242 3.422 3.30 M6x0.75 5.188 5.378 5.25 M4 0.70 3.242 3.4566 3.70 M14x1.5 10.647 10.982 13.30
M4.5 0.75 3.688 3.878 3.70 M7x0.5 6.459 6.599 6.50 M5 0.80 4.134 4.384 4.65 M16x1 10.376 10.751 15.55
M5 0.80 4.134 4.334 4.20 M7x0.75 6.188 6.378 6.25 M6 1.00 4.917 5.217 5155 M16x1.5 12.376 12.751 15.30
M6 1.00 4.917 5.153 5.00 M8x0.5 7.459 7.599 7.50 M8 1.25 6.647 6.982 7.40 M18x1 14.376 14.751 17.55
M7 1.00 5.917 6.153 6.00 M8x0.75 7.188 7.378 7.25 M10 1.50 8.376 8.751 9.30 M18x1.5 16.376 16.751 17.30
M8 1.25 6.647 6.912 6.80 M8x1 6.917 7.153 7.00 M12 1.75 10.106 10.106 11.20 M20x1.5 18.376 18.751 19.30
M9 1.25 7.647 7.912 7.80 M9x0.75 8.188 8.378 8.25 M14 2.00 11.835 12.310 13.10 M20x2 20.376 20.751 19.10
M10 1.50 8.376 8.676 8.50 M9x1 7.917 8.153 8.00 M16 2.00 13.835 14.310 15.10 M22x1.5 22.376 22.751 21.30
M11 1.50 9.376 9.676 9.50 M10x0.5 9.459 9.599 9.50 M18 2.50 15.294 15.854 16.90 M22x2 17.835 18.310 21.10
M12 1.75 10.106 10.441 10.20 M10x0.75 9.188 9.378 9.25 M20 2.50 17.294 17.854 18.90 M24x1.5 19.835 20.310 23.30
M14 2.00 11.835 12.210 12.00 M10x1 8.917 9.153 9.00 M22 2.50 19.924 19.854 20.90 M24x2 21.835 22.310 23.10
M16 2.00 13.835 14.210 14.00 M10x1.25 8.647 8.912 8.75 M24 3.00 20.752 21.382 22.70
M18 2.50 15.294 15.744 15.50 M11x1 9.917 10.153 10.00
M20 2.50 17.204  17.744 17.50 M12x0.5 11.459 11.599 11.50 * M1~ M1.4 [FAZE 5H ERDET,
M22 2.50 19.204  19.744 19.50 M12x1 10.917 11.153 11.00 5H tolerance for nominal tap size M1 to M1.4.
M24 3.00 20.752 21.252 21.00 M12x1.25 10.647 10.912 10.75
M27 3.00 23.752 24.252 24.00 M12x1.5 10.376 10.676 10.50
M30 3.50 26.211 26.771 26.50 M13x1 11.917 12.153 12.00
M33 3.50 29.211 29.771 29.50 M14x0.75 13.188 13.378 13.20
M36 4.00 31.670 32.270 32.00 M14x1 12.917 13.153 13.00
M39 4.00 34.670 35.270 35.00 M14x1.25 12.647 12.912 12.75
M42 4.50 37.129 37.799 37.50 M14x1.5 12.376 12.676 12.50
M45 4.50 40.129 40.799 40.50 M15x1 13.917 14.153 14.00
M48 5.00 42.587 43.297 43.00 M15x1.5 13.376 13.676 13.50
M52 5.00 46.587 47.297 47.00 M16x0.75 15.188 15.378 15.20
M56 5.50 50.046 50.796 50.50 M16x1 14.917 15.153 15.00
M60 5.50 54.046 54.796 54.50 M16x1.25 14.647 14.912 14.80
M64 6.00 57.505 58.305 58.00 M16x1.5 14.376 14.676 14.50
M68 6.00 62.505 62.305 62.00 M17x1 15.917 16.153 16.00
M18x1 16.917 17.153 17.00
* M1~ M1.4 [FRZE 5H £ERDFT, M18x1.5 16.376 16.676 16.50
5H tolerance for nominal tap size M1 to M1.4. M18x2 15.835 16.210 16.00
M20x1 18.917 19.153 19.00
M20x1.5 18.376 18.676 18.50
M20x2 17.835 18.210 18.00
M22x1 20.917 21.153 21.00
M22x1.5 20.376 20.676 20.50
M22x2 19.835 20.210 20.00
M24x1.5 22.376 22.676 22.50
M24x2 21.835 22.210 22.00
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CoroTap™ Technical information

CoroTap” series q09y7 EITER

Wy 7iER § USER INFORMATION

BEEBDOEIR M Tap feature terminology

LF LF
LU ‘ LS
THLGTH —b—

a v uAY LU CiAERORS a . Square across flat LU : Recess length
DMM I Yy VIR LS DIV VIDRE DMM  : Shank diameter LS . Shank length
DN CEE Py OUABEORS DN : Recess diameter b . Square length
D 7N —hk LF ER D : Flute LF . Function length
TP CEvF FHA DI —hDBE TP : Pitch FHA . Flute helix angle
F CEHLEVY A TILRA VR DT — RS F . Extemal centre (Male) 0] . Spiral point length
D CIFEOE P ZAIATIILRA Y N D T —NAE D : Thread diameter (Extemal) P : Spiral point angle
THCHL : BffEFDRE THCHA : BRE0A THCHL : Chamfer lead length THCHA : Chamfer lead angle
THLGTH : RUEBDRSE NOF 7= THLGTH : Thread length NOF  Number of flutes

1: SVRIE

2 g<L\A

3 BEDOR

4 RUILOEIFE

WYy 7RMAZERDFHM
BitEEHRS ZIL— 2R B &
3.5-5 Y F
A SIRA VN EORE., PRRE~RVIBH

2.3y F

A=k, RIAZIL

EEDRA, FREDOYIE
BONA. BUWIBA

> =
=

~s0

RN EZIDREIHRWGE, HFEDEH
NNESLBOEINIMIRZERSTS
BENBHDET,

OB EHMORENRWGE. MLIED
BULETY,

OB ELORINARWVWEA, T
AbhAO—IRLBBZEICED, a0
VAL RSIEDET,

B Tap chamfer information

Threads per chamfer

3.5-5 threads

Type of flute

straight-fluted with spiral point

 Land width

* Rake angle radial

. Core diameter
 Radial thread relief

AW N =

Used Predominantly for

Through holes in medium-to
long-chipping materials

2-3 threads

straight-fluted or spiral-fluted

Blind holes in long-and
medium-chipping materials
and through holes in short-
chipping materials

Please note

®Longer chamfers reduce the strain
on the cutting edge, which becomes
more significant with increasing
material strength.

@ onger chamfers increase the torque
required.

®| onger chamfers require a somewhat
longer cycle time due to the increased
travel.
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XKEXIE  T331-0811
WEXIE  T221-0031
ZHEXIE  T465-0025
KR X & T550-0005
kB X E  T730-0014
iE=%¥R  T981-3133
WMEAE%¥R T391-0001
EWVERET  T435-0046
SREXEm T921-8001
EEEEM T675-0067
ELE%ERR  T700-0971
NMEER  T812-0893
JR74ETC T465-0025
# g T 18 T989-4511

T465-0025 #ZHEMHARX L4 1 TH 1801

TEL (052)778-1001

éb\f:iﬁjlﬁlzéci!ﬁﬂﬁ 1 TE D)= +e e TEL (048) 651-8241

ﬁu&\]—.ﬁ*qa%)uz%ﬁ;ﬁ%m1 TTH 1-25 e erere e TEL (045)440-5600

%EE—FE%%IZJ:*i 1 TE L F= 10} TR PP P P PP PP PP PP PPPPRPPR TEL (052) 778-1001

AR FEXFEAET 2 TH 3-10

TEL (06)6543-2515

[RETIRX AT 10-19 TEL (082)227-1710

{IIJ"E.‘FEEIZ%EPEQ 3 TE DD (D e vurrerr et TEL (022)772-8401

REEFHHEOHEN 2594-103

TEL (0266)78-6533

EMTHEREAERE 543-19 TEL (053)462-4055

ERMES 3-11

TEL (076)291-3870

o)A AN | BRI JR 240-1

TEL (079) 425-2201

LAt XEFH 3 T B 23-16 TEL (086)245-3101

BETHIEZXE 6 TH 1-39

TEL (092) 483-3881

%EEFE%%EJZHZ‘I TE L 1= T0 ] ER T P P P PP PP PP PE PP PSP TEL (052)778-1001

Bk B EREAEIEFHR 24

TEL (0228)38-3155

FAX

FAX

FAX

FAX

FAX

FAX

FAX

FAX

FAX

FAX

FAX

FAX

FAX

FAX

apsr st iiE U —51vIL 7 o8 0120-350-930 sr-2r - wsazn)

www.sandvik.coromant.com

FAX (052)778-5010

(048)666-9739
(045) 440-5660
(052)778-5010
(06)6543-2512
(082)227-1925
(022)772-8403
(0266) 78-6569
(053) 462-7825
(076)291-3872
(079) 425-2366
(086)245-3372
(092)483-3885
(052)778-5010

(0228)38-3159

RE2ICDWNT

Safety information

OUINF PO L FICIFEERF THSIEV TS,
BTEDBOHET ., REN/N—PREDHRQFLEOREEZFEALTIIZELY,

OHRERHDHEANTTRAL. TERIBFEDHICITOTLREEL,
OTKBMIHIME Z EATDEEE. AR EDFTOTILEEL,

O EDVIDLFNRELID. RMAUIDLFHHEHEN

@Avoid touching the cutting edge of the tool or the metal chips with your bare hands @Follow the tool usage advice regarding cutting conditions and replace worn tools well ahead of breakage
@Metal chips can become hot and scatter across a wide area from the cutting zone. Make sure to take appropriate safety precautions such as using safety glasses etc. @When using non-water-soluble
cutting oil, make sure to take precautions to prevent the oil from igniting @Make sure to use the appropriate wrenches and other tools when placing and replacing inserts and other tools into tool holders.
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