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2N FIlE SF IR 4T ISO metric coarse
DIN13 thread DIN 13
=t:3 $288(mm) KAEE (mm)
D Pin mm Bo. @ in mm
M2 04 1,82 + 0,02
M3 0,5 2,80+ 0,02
M4 0,7 3,70+ 0,03
M5 0,8 4,65 £ 0,03
M6 1 5,55+ 0,03
M8 1,25 7,45 + 0,04
M 10 15 9,35+ 0,04
M 12 1,75 11,20 £ 0,05
M 14 2 13,10 £ 0,05
M 16 2 15,10 £ 0,05
M 18 2,5 16,80 £ 0,05
M 20 2,5 18,80 £ 0,05
M 22 2,5 20,80 = 0,05
M 24 3 22,60 = 0,05
M 27 3 25,60 + 0,05
M 30 3,5 28,30 + 0,05
M 33 3,5 31,30 £ 0,05
M 36 4 34,10 + 0,05
M 39 4 37,10 £ 0,05
M 42 4,5 39,80 + 0,05
M 45 4,5 42,80 + 0,05
M 48 5 45,60 + 0,05

Bore hole diameter

The size of the bore hole diameter defines the
extent of material deformation and thereby the
minor diameter of the internal thread. The given
bore hole diameters are approximative. We rec-
ommend to select the most suitable drill size by
additional tool testing.

correct bore hole diameter

« optimally formed thread

« minor diameter tolerance 7H according to
DIN 13 part 50, thread is true to gauge

bore hole too big

« thread is not formed completely

« minor diameter too big

« result: insufficient pull out strength

bore hole too small

« threadis "over-formed”

« too high torque

« risk of tool breakage

« minor diameter is too small

Extract from BASS product range

Information on further dimensions and thread
types are available in our catalog and on the
poster on bore hole diameters, which can also be
found on our website under www.bass-tools.com/
service.

IR F IR AT ISO metric fine
DIN13 thread DIN 13
=£:3 $288(mm) KAEE (mm)
D Pin mm Bo. @ in mm
M4 0,5 3,80 + 0,02
M5 0,5 4,80 + 0,02
M6 0,5 5,80 + 0,02
M6 0,75 5,65+ 0,03
M8 1 7,55+ 0,03
M 10 1 9,55+ 0,03
M 10 1,25 9,45 + 0,04
M 12 1 11,55 + 0,03
M 12 1,25 11,45 + 0,04
M 12 15 11,35 £ 0,04
M 14 1 13,55 £ 0,03
M 14 15 13,35 £ 0,04
M 16 1 15,55 £ 0,03
M 16 15 15,35 £ 0,04
M 18 15 17,35 + 0,04
M 20 15 19,35 + 0,04
M 22 15 21,35+ 0,04
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DURAMAX 7% 22t
DURAMAX ROLL TAPS

oI E NN TR
FOR CHIPLESS PRODUCTION OF INTERNAL THREADS

AREEZE M64x6 | up to M64x6

=
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TIN /TICN /HL/ BT
patented groove form

for a longer tool life and for high cutting speed

clean parts and tool life
multi-groove coatings
multi-groove RE
ERIOFEERIGH T TIN /TICN / HL / BT
PEEENEHNT S

iREtes BTesimEm

Chipless. High-performing. Process reliable.

Roll tapping stands out as a clean and therefore chipless
manufacturing process. As forming tools, they use the
processed material’ s flowing properties to form the in-
ternal thread.

With the roll taps of our DURAMAX-family, we offer you
a comprehensive and high-performing catalogue assort-
ment ranging from M1 to M48 as well as an additional
standard program with dimensions up to M64x6.

Each of our DURAMAX-types is perfectly suitable for the
machining of both through and blind holes up to 3xd. The
chipless thread forming process ensures a high process re-
liability even for large thread depths.

Other catalogue tools:

» blank / other coatings

- with / without oil grooves
 for sheet metal processing

The multi-groove — a revolutionary groove form.

During the thread forming process, espe-
cially with MQL, small material particles
are moving out of the ridge of the furrow.

groove form that is revolutionary and
patented — the multi-groove. Its special
geometry removes contaminants already

during the manufacturing process.

These particles contaminate both the tool

and the part. As a result, tool life decreas-

es, making necessary a subsequent com-  clean.

ponent cleaning.

Through intensive engineering work and
series of testing, we have developed a

MKR - radial internal
coolant for Minimum
Quantity Lubrication,
disposal at square with
internal cone

MKR AK - as above but
with external cone

MQL

MREE

MKR - 28755 EHA
REE - BTHRBEN
E3es

MKR AK - B H{BF5 % £
HAMEE

Both tool and part henceforth come out

The tool life of the threading tool, com-

axial for improved
coolant lubrication
in blind holes

radial for improved

coolant lubrication
in through holes

internal coolant

N2

HWERLATREELM
THSEEB

EBWLATREELM
THSEEB

pared to a traditional groove form, can be
increased by up to 30 %.

with oil grooves for
standard applications

without oil grooves for
small thread depths,

thin-walled parts and
non-ferrous metals

oil grooves

HTE

EEL TR TE
AT

B BT AR
o EEANERTE

HSSE-PM for high
tensile strength and
tool life

solid carbide (VHM) for
stable machining condi-
tions to achieve a very
high tool life

tool material

LM

MAREELERTERE
HiAESD

BEREE (VHM ) 224
ERETR FEELER
[SENEE

YELTIHI
o MRl FALER MR

BT E
o MRl FALENNES
- BEGBEERS

fhm SBLHIHEEEE

o B THIBRIEM

o BIEMTRBUTARSHNIZOSEN
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o MIEmS

« UATESHNMIZH

o« BASSHfIE££4 - DJRIN AT HEE

L~ AR
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o MRHAHIRE A 1,200 N/mm?

o MREERMAETE%
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o 12EFABII6mMmM

o HIES - XK (PIHILLHA91.5-26F)
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acc. to DIN 2175
C/2-3 teeth

for standard applica-
tions

E/1.5-2teeth

for short thread run-
outs

chamfer forms

LHESH
1RIRDIN217 545 4

C/2-35F
BRAMIT

E/15-2F
T4k
BB

standard tolerances
4HX / 6HX /
6GX /7GX /2BX /X

other tolerances
upon request

thread tolerances

BEAE
A
4HX / 6HX /

6GX / 7GX / 2BX / X

IR A E A E

THREAD CUTTING
interrupted fiber course

THREAD FORMING
» continuous fiber course
* higher strength

s ), oy ey

TECHNIK FUR GEWINDE

ADVANTAGES compared to thread cutting

R

elimination of chip problems

high process reliability also for large thread depths
increased strength against thread wear

better surface quality/profile finish

exact tolerance and thread profile

no threads with axial miscut

higher tool life

higher cutting speed possible

with BASS — only one roll tap for the machining of
through holes, blind holes and different materials

EQUIREMENTS

tensile strength of material up to 1,200 N/mm?
elongation at rupture of min. 8%

precise bore hole diameter with smaller tolerance
good coolant-lubrication

thread pitch up to 6 mm

input power for higher torque (1.5-2 x cutting tap)

SPECIAL THREADS

already about 40 thread types have been realized
including round, trapezoidal and buttress threads

h9 for standard
applications

h6 also suitable
for shrink fit holders

and hydraulic chucks for deep-seated threads

shank tolerances shank long (SL)

REb A= fRERNE (SL)
homFEAMT AFFILEL

h6T] BT A48 T1ReR
7R

BEEE /VHM

MFRAE /HSSE-PM
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H H H H H H HO GAL GAL H H GAL

DURAMAX
N

W
)
Z
3
w
0
v
D
UL
¥
Z
I
0
|
’_

TIN MKR HL/
TINSL TIN KA TIN KRTIN BT KA BT KR BT TIN KR AR MKABTMG  KATICN KR TICN KA HL

A
model

C/2-3
E/15-2

C/2-3

S@

chamfer form

E/15-2 E/15-2 C/2-3 E/15-2

E/15-2

Cc/2-3 C/2-3

C/2-3

C/2-3 Cc/2-3

C/2-3

E/15-2

M/ MF

M /MF

M /MF
M/ MF M /MF M M/ MF

UNC/UNF
G

IRLFPE

thread type

6HX

6HX

6HX

6HX

6HX

6HX

6HX

6HX

6HX

6HX

6HX 6HX

6GX

NE

tolerance

6HX
6GX / 7GX

2BX

HBEE

HHIREN/mm?2

Application

PRI

mE

Steel materials

1

30-40

30 - 40

20-30 20-30 20 - 30 20-35 20-35 20-35 20-30

20 - 30

> 100 < 450

Magnetic soft steel

RN

11

20-60

20 - 60

20 -50 20-50 20 - 50 20-55 20-55 20 -55 20 - 50

20 - 50

> 300 < 700

Construction steel /
case hardening steel

W / RER(CH

1.2

20 - 60

20 -60

20-30 20 - 30 20 - 30 20-35 20-35 20-35 20-30

> 400 < 950 20 - 30

Carbon steel

S

13

20 - 50 20 - 50

15-35

15-30 15-30 15-30 15-35 15-35 15-35 15-30

15-30

> 450 < 950

Alloyed / heat-treatable

steel

A/ RLER

BEW

BN
2.1 H%REE/BERE FHER

14

15-35 15-35

10-25

> 235 <370 10-20 10-20 10 - 20 10 - 20 10 - 25 10 - 25 10-25 10-20

> 800 < 1250

Alloyed steel

15

Stainless steel

10 - 25
10-25
10-25

10 - 25
10-25
10-25

12
-12
-10

6-15
8-15
4-12

6-15
8-15
4-12

6-15
8-15
4-12

6-12
8-12
4-10

6-12
8-12

4-10

6-12
8-12

6-12
4-10

8-12

> 450 < 1200
> 400 < 950

Ferritic / martensitic steel

Austenitic steel

REKTEN
[REREL)
3]

454

2.2
23

> 250 < 455

> 850 < 1550

High temperature steel

Copper

25-50
25 - 60

25 - 50
25 - 60

10 - 30
15-35

> 60 <120 10-30 10-30 10-30 10-30 10-35 10-35 10-35
15-35 15-35 15-35 15-35 15 - 40 15 - 40 15 - 40

> 45 < 200

> 200 < 400
> 150 < 700

Copper non-alloyed

4.1

Brass (long chipping)

#iE (KB)

]

43

Aluminium / Magnesium

as

5.

30 - 90
30 - 90
30 - 70

25 - 80
30 - 80
30 - 60

25 - 80
30 - 80
30 - 60

20 - 50
20 - 60
15-50

20 - 40
20 - 40

15 - 40
20 - 60

15-40

20 - 60
15 - 50

15 - 40

20 - 60
15 - 50

> 30 < 200
> 45 < 200
> 45 < 265

> 100 < 700
> 150 < 700
> 150 < 900

Alu wrought alloy Si <0,5%

Alu alloyed Si < 6%

20 - 40
15 - 40

20-40 20-40
15 - 40

20 - 40

20 - 40

6%EER
=8> 6%HREE

VI

I

o~

15 - 40

15-50

15-40

15 - 40

15-40

Alu alloyed Si > 6%

Nickel

53

10-25 10-25 10-25 10-25 10-25 10-25 10-25 10-25 10-25 12-35 12-35

>120 < 175 10-25

> 400 < 600

Nickel non-alloyed

MR

7.1

Tool well suitable / Tool suitable

HES/RES -

El3

FIREEATF3ImmBL EIEBINEHFAT - / For thread pitches starting 3 mm please contact us.



