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Foreword 

ISO (the International Organization for Standardization) is a worldwide federation of national 
Standards institutes (ISO member bodies). The work of developing International Standards is car- 
ried out through ISO technical committees. Every member body interested in a subject for which 
a technical committee has been set up has the right to be represented on that committee. Interna- 
tional organizations, governmental and non-governmental, in liaison with ISO, also take part in 
the work. 

Draft International Standards adopted by the technical committees are circulated to the member 
bodies for approva I before their acceptance as International Standards by the IS 0 Council. 

International Standard ISO 5967 was developed by Technical Committee 
tools, and was circulated to the member bodies in February 1980. 

ISO/TC 29, Smalf 

lt has been approved by the member bodies of the following countries : 

Australia India 
Austria Israel 
Belgium Italy 
China Japan 
Cuba Korea, Rep. of 
Czec hoslova kia Mexico 
France Netherlands 
Germany, F.R. Poland 
Hungary Romania 

South Africa, Rep. of 
Spain 
Sweden 
Switzerland 
United Kingdom 
USA 
USSR 

No member body expressed disapproval of the document. 

Avant-propos 

L’ISO (Organisation internationale de normalisation) est une federation mondiale d’organismes 
nationaux de normalisation (comites membres de I’ISO). L’elaboration des Normes internationa- 
les est confiee aux comites techniques de I’ISO. Chaque comite membre interesse par une etude 
a Ie droit de faire Partie du comite technique correspondant. Les organisations internationales, 
gouvernementales et non gouvernementales, en liaison avec I’ISO, participent egalement aux tra- 
vaux. 

Les projets de Normes internationales adoptes par les comites techniques sont soumis aux comi- 
tes membres pour approbation, avant leur acceptation comme Normes internationales par Ie 
Conseil de I’ISO. 

La Norme internationa Ie ISO 5967 a et6 ela boree par Ie comite 
lage, et a etc soumise aux comites membres en fevrier 1980. 

Les comites membres des pays suivants I’ont approuvee : 

Afrique du Sud, Rep. d’ 
Allemagne, R. F. 
Australie 
Autriche 
Belgique 
Chine 
Corde, Rep. de 
Cuba 
Espagne 

France 
Hongrie 
Inde 
Israel 
Italie 
Japon 
Mexique 
Pays-Bas 
Pologne 

Aucun comite membre ne I’a desapprouvee 

@ International Organkation for Standardkation, 1981 l 

@ Organisation internationale de normalisation, 1981 l 

@ Mex~ytiapOjqtiafi OpraHwaqw no CraH~apTbuaqbw, 1981 l 

technique ISO/TC 29, Petit out+ 

Roumanie 
Royaume-Uni 
Suede 
Suisse 
Tchecoslovaquie 
URSS 
USA 

Printed in Switzerland/lmprime en Suisse/MsAaHo B LtjeeMuaptiH 
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BBefieHvle 

MC0 (Me>cWyHapoAHaFl OpraHM3aqm no CTaH~apTkl3aqwl) F1BnfleTCFl BCeMklpHOti *eAepa- 

l+‘leti HaqklOHaJl bHblX OpraHkl3aqldl n0 CTaHAapTM3a4MM (WeHOB MCO). flefITen bHOCT b l-l0 

pa3pa6OTKe MeJKAyHapOAHblX CTaHAapTOB llpOBOAl4TCFl TeXHMqeCKMMM KOMMTeTaMM tico. 

fl106014 qJleH OpraHM3a~MM, 3aPlHTepeCOBaHHblti B AefITenbHOCTM, AJlFl KOTOpOti 6bln CO3AaH 

TeXHMqeCKMti KOMMTeT, MMeeT flpaB0 6blTb llpe#CTaBneHHblM B 3TOM KOMMTeTe. npam-renb- 

CTBeHHble M HenpaBMTenbCTBeHHble MewyHapOAHble OpraHM3aqMM, MMetOqMe CBfI3M C MCO, 

TaK>Ke llpMHMMaK)T yqacTtie B pa6oTe. 

npOeKTbl MewyHapOAHblX CTaHAapTOB, npPlHFlTble TeXHMqeCKMMM KOMMTeTaMM, paCCl+ 

naloTCfl WeHaM OpraHkl3a~Wl Ha OAO6peHMe nepeR yTBepxAeHl4eM MX kBeTOM MC0 B 

Kar4eCTBe Me>KClyHapOAHblX CTaHAapTOB. 

MewyHapOAH bl GI CTaHAapT MC0 5967 6bin pa3pa60TaH TeXHM’deCKMM 

MCOfTK 29, MmmpyMem, M pa3ocnaH weHaM opraHu3aqm B @es pane 1980 roAa. 

AOKyMeHT 6bin OAO6peH WIeHaMM OpraHM3aqm CneAyKq~x CTpaH : 

AecTpanw 

ABCTPMM 

6en brw 

BeHrpm 

TonnaHflm 

Mspaimfl 

~AHP(MM 

McnaHm 

MTanm 

Kwafl 

KopeMcKoM 
Ky6bl 

pecny6nMKM 

MeKCMKM 

llonbwl 

PyMblHWl 

COeAklHeHHOrO 

KOpOneBCTBa 

CCCP 
CUJA 
@paHqMM 

KOMMTeTOM 

@eAepaTklBHOti 

pecny6nMKM TepMatiMM 
qexocnosaKMM 
LuBeqwl 

UlBeMqapm4 

t@KHO-A@pPlKaHCKOIil 

PecnyGnMKM 
FklOHwl 

HM OAMH qneH OpraHl43aqkWl He OTKJlOHMn AOKyMeHT. 

@ hernational Organkation for Standardization, 1981 l 

@ Organisation internationale de normalisation, 1981 l 

@ MexqyHapoflHafi OpraHwaqHfl no CTaHnapTwaqw, 1981 l 

Printed in Switzerland/lmprimb en Suisse/IhAaHo B beMqapvru 

. . . 
Ill 
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INTERNATIONAL STANDARD 
NORME INTERNATIONALE 
MEXflYHAPOflHblül CTAHAAPT 

ISO 5967-1981 (E/F/R) 
M CO 59674981 (AIWP) 

Taps for thread Tarauds - Mewww - 
cutting - Nomenclature des HoMeHmaTypa 
Nomenclature of principaux types OCHOBHblX TWIOB Irl 

the main types et terminologie TepMHHOnOrHfl 

and terminology 

1 Scope and field of 1 Objet et domaine 
application d’application 

1 CoAepxakwe H 06nacTb 
Ilpb’lMeHeHWl 

This International Standard on taps for La presente Norme internationale relative B 3TOM MemflyHapO/JHOM CTaHjJapTe 

ISO thread making Shows the main aux tarauds destines a I’execution des file- I-IO MeTCfVlKaM AnFI BblnOflHeHklfl pe3b6 
types of taps and their dimensional tages ISO, en montre les principaux types COrJlaCHO CTaHAapTaM MC0 flOKa3aHbl 

characteristics. lt also gives equivalent et leurs caracteristiques dimensionnelles. OCHOBHble TMnbl MeTclMKOB M VlX paJMep- 

terms in the three official languages of Elle donne egalement I’equivalence des ter- Hble XapaKTepVlCTIAKM. B HeM TaK>Ke fiaHbI 

ISO. mes dans les trois langues officielles de 3KBMBafleHTHble TepMMHbl Ha TpeX O@rn- 

I’ISO. LI,Mafl bHblX Fl3blKaX i’lco. 

The purpose of this International Stan- 
dard is to serve as a reference for tap La presente Norme internationale a pour uenb 3TOrO CTaHJJapTa CnymklTb CllpaBOW 

users and manufacturers. The diagrams but de servir de reference pour les utilisa- HblM MaTepManoM Am noTpe6MTeneti an 

given, however, are only to illustrate the teurs et les fabricants de ces outiis. Nean- M3roToBMTeneti. OAHako, npeAcTaBneHHble 

terminology as tap design tan vary moins, les Schemas representes ne servent B TeKCTe pMCyHKM AaHbI TOnbKO AJlFi 

according to the manufacturer. qu’a illustrer cette terminologie et Ia con- Mnn toc-rpautivl TepMMHOnOrMM, TaK KaK 

ception des tarauds peut varier suivant les KOHCTPYKqMR MeTqMKa MOmeT l43MeHflTbCFl 

This International Standard includes fabricants. no ycMoTpeHw0 i43roToBtiTenek 

nomenclature of the main types La presente Norme internationale com- - 

of taps (clause 3); 
prend 

3TOT MexJJyHapOnHbl ti CTaHAapT COCTOVlT 

~/13 cneflytoI11,i4x rmTM racTet7 : 

styles of threaded Portion of - 

taps (clause 4); 
- 

nomenciature des principaux types 
de tarauds (chapitre 3); 

- HOMeHKnaTypa OCHOBHblX TMnOB 

MeTqMKOB (pa3fien 3); 

- styles de Ia Partie taillee des - TMnbl pa6oqeti IIaCTM MeTCIMKOB 
- sets of taps (clause 5); tarauds (chapitre 4); @wen 4); 

- dimensional characteristics of 
taps (clause 6); 

- jeux de tarauds (chapitre 5); - KOMllneKTbI MeTclMKOB (pa3nen 5); 

- caracteristiques dimensionnelles - pa3MepH ble XapaKTepMCTMKM Me- 

- thread Profile of taps (clause 7). des tarauds (chapitre 6); TWKOB (pasAen 6); 

In addition, numbered Symbols are 
given opposite certain terms to identify 
the dimensional characteristics. 

NOTE - In addition to terms used in the 
three official ISO languages (English, French 
and Russian), this International Standard 
gives the equivalent terms in German and 
Italian, these have been included at the 
request of ISO Technical Committee TC 29 

- Profil du filet des tarauds 
(chapitre 7). 

De plus, sont indiques en face de certains 
termes les Symboles identifiant les caracte- 
ristiques dimensionnelles. 

NOTE - En Supplement aux termes donnes 
dans les trois langues oficielles de I’ISO (anglais, 
francais, russe), Ia presente Norme internatio- 

- npoC@lfl b pesb6bl MeTqMKOB (PaJ- 

Aen 7). 

KpoMe Toro, npoTMB 0npeAeneHHblx Tep- 

MVlHOB yKa3aHbl ~Vl@pOBble 0603HaYeHMR, 

KOTOpble 0npeflenmoT OCHOBHble 

pashnepbl. 

IlPVlMEYAHl’lE - B JjOnOnHeHile KTePMMHaM Ha 

TpeX O@Pl~klZUlbHblX R3blKaX (aHVlMtiCKOM, @paH- 

1 
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ISO 59674981 (E/F/R) 
VICQ 59674981 (AIWP) 

and are published under the responsibility of nale donne en annexe les termes equivalents en 

the Member Bodies for Germany, F.R. (DIN) allemand et italien; ces termes ont etc inclus a Ia 

and Italy (UNI). However, only the terms demande du comite technique ISO/TC 29 et 

given in the official languages tan be con- sont publies sous Ia responsabilite des comites 

sidered as ISO terms. membres de I’Allemagne, R.F. (DIN), et de I’lta- 
lie (UNI). Toutefois, seuls les termes donnes 
dans les langues officielles peuvent etre conside- 
res comme termes ISO. 

4Y3CKOM M PYCCKOM), XaCTOFl~Vlti MWKp,yHapO- 

/JVlblti CTaHflapT AaeT B l-lpMJ-lO~eHMM 3KBMBaJleH- 

THble TePMMHbl Ha HeMeqKOM kl MTWlbFiHCKOM 

fi3blKaX; 3TM TePMMHbl 6blnM BBeAeHbl l-IO l-lpOCb- 

6e TexHr+recKoro KoMtiTeTa PICOPTK 29 1/1 ny6nw 

KYtOTCFl noA OTBeTCTBeHHOCTb KOMVlTeTOB- 

qfleHOB @Pr M L/1TaJlWl. =kM He MeHee, TOJ-lbKO 

TePMMHbl Ha O@l~MiSlbHbIX Fl3bIKCIX Mol-YT PaCC- 

MaTPMBaTbCFI KaK TepMklHbl MCO. 

2 References 2 Rkfbrences 2 CCblJlKH 

ISO 529, Short machine taps and band ISO 529, Tarauds courts a machine et a klC0 529, KopomKue MaWUHHble u PYYHble 

taps. main . MemvuKU. 

ISO 2283, Long shank machine taps 
with nominal diameters from 3 to 
24 mm and 118 to 1 in. 

ISO 2204, Hand taps for pipe threads 

for parallel and taper threads - General 

dimensions and marking. 

ISO 2857, Ground thread taps for ISO 
metric threads of tolerantes 4H to 8H 
and 4G to 6G coarse and fine pitches - 

Manufacturing tolerantes on the 
threaded Portion. 

ISO 3002/1, Geometry of the active 
part of cutting tools - Part 7 : General 
terms, reference s ystems, tool and 

working angles . 

ISO 2283, Tarauds a machine, a queue lon- 
gue, de diametre nominal 3 2 24 mm et 118 
ti 1 in. 

ISO 2284, Tarauds a main au pas du gaz 
pour file tages c ylindrique et conique - 
Dimensions generales et marquage. 

ISO 2857, Tarauds a filets rectifies pour 
ftletages metriques ISO de tolerante 4H a 
8H et 4G a 6G a pas gros et a pas fins - 

Tolerantes d ‘execution de Ia Partie taillee. 

ISO 300211, Geometrie de Ia Partie active 
des ou tils coupants - Partie 7 : Notions 

generales, Systeme de reference, angles de 
l ‘outil et angles en travail. 

l’lco 2283, MaWUHHble MemvuKu c ydnu- 

HeHHblM XBOCmOBUKOM, HOMUHaJlbHOZO 

&aMempa om 3 do 24 MM u om 118 do 

1 AlotiMa. 

MC0 2284, Pywbie MemvuKu &FJ mpy- 

6tiblX pe3b6 yUJ7UHdpU’feCKUX u KOHUYeC- 

KUX - 064ue pa3Mepbl U MapKUpOBKa. 

MC0 2857, MemYuKu CO wnuc;boBaHHoü 

pesb6oü (?nH MempuuecKux pe3b6, coom- 
semcmßyto4ux cmaHdapmaM MC0 c ao- 

IlyCKOM Om 4H dO 8HC KpyllHblM U MeJ7KUM 

wazoM om 4G do 6G - PasMepHbre 

donycKu Ha pa6ouyto Yacmb. 

MC0 3002l1, reoMempuH pexyweü vacmu 

uHcmpyMeHma - 4acmb 7 : 064ue mep- 
MUHbl, cucmeMa CCbmOK, ytnbl pe3aHuH u 

yznbi pewy4ero uHcmpyMeHma. 

3 Nomenclature of the 
main types of taps 

3.1 Short machine taps and 
hand taps 

3 Nomenclature des 3 HOMeHKnaTypa OCHOBH blX 

principaux types de tarauds THllOB MeTWlKOB 

3.1 Tarauds courts a machine et 3.1 KopOTKwe MaWlHH ble MeTWlKH 

a main H Py~HblC? MeTWlKH 

No. 
NO 
NO 

Diagram 
Schema 
Llepiex 

110 

Designation 
Dkignation 

0603HaqeHble 

Short tap with full diameter shank and a 
tapered connecting Portion between shank 
and thread - ISO 529 

Taraud tourt 2 queue pleine 3 raccordement 
(conique) - ISO 529 

KOPOTKMM MeTqMK C yTOIlU@HHblM XBOCTOBM- 

KOM M KOHMWCKOti r’N?peXO~HOti qaCTbt0 Mex- 

&y XBOCTOBMKOM M pa6oreti qaCTbKI - 

MC0 529 

2 
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ISO 59674981 (E/F/R) 
VI CO 59674 981 (AIWP) 

No. 1 
NO 
ND 

111 

112 

113 

Diagram 
Schema 
qeprex 

3.2 Long shank machine taps 3.2 Tarauds machine ti queue 
longue 

No. 
NO 
NO 

120 

121 

Diagram 
Schema 
qepTe>K 

Designation 
Dbignation 

06osHaqeHble 

Short tap with shank diameter approximately 
equal to nominal diameter 

Taraud tourt a queue pleine de diametre 
approximativement egal au diametre nominal 

KO~OTKM~ MeTqMK C XBOCTOBMKOM, AHaMeTp 

KOTOpOrO npM6nu3mTen bH0 paBeH HOMLlHaJl b- 

HOMY AMaMeTpy pe3b6bl 
---~~ ~-~~~~-- - 

Short tap with shank diameter greater than or 
equal to nominal diameter and neck between 
shank and thread - ISO 529 

Taraud tourt a queue pleine a gorge - 
ISO 529 

KOPOTKMM MeTwK c XBOCTOBMKOM, flr4aMeTp 
KOTOpOrO npeBblUJaeT MJlM paBeH HOMMHan b- 

HOMY AMaMeTpY, C UJelhKOti Me)KCly XBOCTOBM- 

KOM M pa6oqeti qacTbK) - MC0 529 
-----~~__-~- -- -- 

Short tap with reduced shank diameter - 
ISO 529 

Taraud tourt a queue degagee - ISO 529 

KOPOTKMW MeTqMK C YMeHbUleHHblM AMaMe- 

TpOM XBOCTOBMKa - HC0 529 

3.2 bh.UHHHble IWTWIKH c 

Y~JlblHeHH blM XBOCTOBHKOM 

Designation 
Dbsignation 

06osHaqeHble 

Long shank machine taps with reinforced 
shank diameter and tapered connecting por- 
tion between shank and thread 

Taraud machine a queue longue - taraud a 
queue pleine a raccordement (conique) 

MaUJMtiHble MeTqLIKVI C YAnMHeHHblM L/I yT0J-P 

ll(eHHblM XBOCTOBMKOM M C KOHLnCIeCKOti flepe- 

XOAHOti qaCTbt0 MeIKAy XBOCTOBMKOM i.4 

pa6ocleti qaCTbt0. 
- -----~----__- ~--~--- 

Long shank machine tap with shank diameter 
approximately equal to nominal diameter 

Taraud machine a queue longue - taraud a 
queue pleine de diametre approximativement 
egai au diametre nominal 

MaIJJMHHbIti MeTC1MK C YAJ’lMHeHHblM XBOCTOBPI- 

KOM, AlAaMeTp KOTOpOrO npdwnHTeflbH0 

paseH HOMMHaJl bHOMY AMaMeTpy pe3b6bl. 
~-~---~--- ~~--- 
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ISO 5967-1981 (E/F/R) 
MC0 59674981 (AIWP) 

No. 
NO 
NO 

122 

123 

Diagram 
Schema 
qeprex 

- 
Designation 
Designation 
0603HareHble 

- 
Long shank machine tap with shank diameter 
greater than, or approximately equal to, 
nominal diameter with neck and tapered con- 
necting Portion between shank and thread 

Taraud machine a queue longue - taraud a 
queue longue - taraud a queue pleine a 
gorge, de diametre approximativement egal au 
diametre nominal 

f’VlaUJ~HHbll/l MeT’-lL’lK C yAWlHeHHblM XBOCTOBLI- 

KOM, AvraMeTp KoToporo npesbnuaer r4nr4 npr+ 
6J-Ivi3vrTeJ-I bH0 paBeH HOMVlHaJl bHOMy AldaMe- 

Tpy L4 C UlelhKOti M KOHWteCKOti llepeXOAHOti 

cfacTbt0 MexAy XBOCTOB~~KOM ~/1 pa6ocieti 

qaCTbt0 
- 

Long shank machine tap with reduced 
diameter shank - ISO 2283 

Taraud machine a queue longue - taraud a 
queue degagee - ISO 2883 

MaWIHHblti MeT4l4K C y@MHeHHblM XBOCTOBM- 

KOM yMeHbweHHor0 AVraMeTpa - MC0 2283 

3.3 Taps for automatic 
machines 

3.3 Tarauds pour machines 
automatiques 

3.3 MeTWIKH AnR 

CTaPH KQB-aBTOMaTOB 

No. 
NO 
NO 

130 

131 

132 

Diagram Designation 
Schema Designation 
IlepTex 0603Haqekwe 

Tap for automatic machine with long reduced 
shank 

Taraud pour machine automatique a queue 
longue degagee 

MeTWK )JJlFl CTaHa-aBTOMaTa C y~JllNleHHblM 

XBDCTOBI~KOM yMeHbweHHor0 Ai4aMeTpa 

Tap for automatic machine with double 
diameter shank 

Taraud pour machine automatique a queue 
degagee deux fois 

MeTWK AJlfl CTaHKa-aBTOMaTa C yAJ-WlJleHHblM 

XBOCTOBMKOM yMeHbUleHHOr0 flVlaMeTpa 

Bent shank tap for automatic machine with 
long reduced shank 

Taraud pour machine automatique a queue 
courbee longue degagee 

MeTWK p,J-lFl CTaHKa-aBTOMaTa C y~JlMHeHHblM 

Vl30rHyTblM XBOCTOBMKOM yMeHbUleHHOr0 AMa- 

MeTpa 
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ISO 5967-1981 (E/F/R) 
MC0 59674 981 (AMP) 

No. 
NO 
NO 

Diagram 
Schema 
qeprex 

Designation 
Dbsignation 

0603Ha~eHHe 

133 
Bent shank tap for automatic machine with 
long reduced shank further reduced on the 
bend 

Taraud pour machine automatique a queue 
courbee longue degagee - Reduction sur Ia 
courbure 

MeTWK AJlfl CTaHKa-aBTOMaTa C M30rHyTblM 

)/AnMHeHHblM CTyneHWTblM XBOCTOBMKOM 

YMeH bUleHHO~0 AklaMeTpa 

3.4 Shell taps 3.4 Tarauds creux 3.4 HaCafiH ble MeTr(HKH 

No. 
NO 
NO 

Diagram 
Schema 
qeprem 

140 

141 

Designation 
Dbsignation 

06osHaqeHbde 

Shell tap with cylindrical bore and keyway 

Taraud creux a alesage cylindrique et entraine- 
ment par clavette 

HaCaAtiOfi MeTL(VIK C ~WlMHApWleCKMM nOCa- 

AOL(HblM OTBepCTMeM Vl UlllOHO~HblM na3OM 

Shell tap with cylindrical bore and tenon or 
slot drive 

Taraud creux a alesage cylindrique et entraine- 
ment par tenon 

t-kCZIAHOti MeTql+lK C ~MWlHApWleCKMM r-lOCa- 

AOqHblM OTBepCTVleM C nOBOp,KOBblM na3OM 

3.5 Tapered taps 3.5 Tarauds coniques 3.5 MeTWKbd C KOHH’deCKOii 

peab60ih 

No. 
NO 
NO 

Diagram 
Schema 
rleprem 

Designation 
Designation 
0603~ a qeH He 

150 Tap with tapered thread form - ISO 2284 

Taraud pour taraudage conique - ISO 2284 

MeTWK c KoHwecKoti pe3b6oti - MC0 2248 
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ISO 5967-1981 (E/F/R) 
UICO 5967-1981 (AWP) 

4 Styles of threaded 
Portion of taps 

4 Styles de Ia Partie taillbe 
des tarauds 

4 hnbl pa6oreH qacm 
MeTWlKOB 

No. Diagram 
NO Schema 
NO qepTex 

200 

201 

202 

203 

204 

205 

Designation 
Designation 

0603HaqeHble 

Bottoming tap with short chamfer length (1 to 
3 pitches) 

Taraud (finisseur) a chanfrein d’entree tourt 
(1 CI 3 pas) 

%CTOBOti MeTqVlK C YKOpOWHHOti 3a60ptiOti 

‘-laCTbtO (OT 1 40 3 HVlTOK pe3b6bl) 
--~~--~~----~-~-~- 

UK : Second tap US : Plug tap 
with intermediate chamfer length (> 3 to 
5 pitches) 

Taraud (moyen) a chanfrein d’entree moyen 
( > 3 2 5 pas) 

CpeAHPlti MeTI-IMK CO Cpe,qHeti 3a6OpHOti 

claCTbl0 (OT 3 AO 5 HMTOK) 

UK : First taper tap US : Taper tap 
with long chamfer length (7 to 10 pitches) 

Taraud (ebaucheur) a chanfrein d’entree long 
(7 2 10 pas) 

YepHOBOti MeTLIMK C AJWlHHOti 3a60pHOri 

‘4aCTbf.O (OT 7 AO 10 HMTOK) 
--~~~~~-------__~----- 

Nut tap with extra-long chamfer length (12 to 
16 pitches) 

Taraud a ecrous a chanfrein d’entree extra- 
long (12 a 16 pas) 

raWHblti MeTqVIK CO CBepX~JWlHHOti 3a60pHOti 

claCTbt0 (OT 12 AO 16 HMTOK) 
---~_~~ ~-~-~--- --~ - 

Fluteless tap for thread forming (some thread 
forming taps rnay have oil grooves) 

Taraud sans goujures travaillant par deforma- 
tion plastique du filet (certains tarauds sans 
goujures peuvent avoir des rainures d’huile) 

6eCKaHaBOqHbiti MeTql’lK ,Q-W! pe3b6OBblfiaB 

JlklBaHLlFl (HeKOTOpbie MeTclklKM MOTYT LlMeTb 

CMa30qHble KaHaBKkl) 
_~~-----~~- ~.~- 

Tap with spiral Point without flutes or oil 
grooves 

Taraud a entree inclinee ou spirale sans gouju- 
res ni rainures d’huile 

MeWMK CO CnkIpafl bHOL/1 IlOATOiiKOti 3a60pHOlh 

qaCTM 6eCKaHaBOqHbiti 
----~---_-----_-~~~_~-~_ 
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No. 
NO 
NO 

206 

Diagram 
Schema 
qeprex 

ISO 5967-1981 (E/F/R) 
MC0 59674981 (AWP) 

Designation 
Dbsignation 
0603HaYetwe 

Tap with spiral Point and oil grooves 

Taraud a entree inclinee ou spirale, et rainures 
d’huile 

207 

MeTWK CO CnMpanbHOti llOfiTOqKO1/1 3a6op- 

HOl)t ‘=iaCTL’l M CO CMa30CIHblMM KaHaBKaMl4 
PP-- 

Straight fluted tap 

Taraud a goujures droites 

MeTWK C IlpflMblMM KaHaBKaMkl 
~-- 

Straight fluted tap with spiral Point 

Taraud a goujures droites et entree inclinee ou 
spirale 

f’V!eTWK C IlpFIMblMM KaHaBKaMVl CO CflMpanb- 

HOti flOflTOrKOL/I 3a60pHor;r qaCT1/1 
- 

Right hand spiral fluted tap 

Taraud a goujures helicoi’dales a droite 

MeTWK C BVlHTOBOti KaHaBKOL/t npaBblh 

Left hand spiral fluted tap 

Taraud a goujures helicoi’dales a gauehe 

- 

MeTWK C BMHTOBOti KaHaBKOti neBblh 

Tap with interrupted threads (there are severac 
designs of interrupted threads) 

Taraud a denture alternee (il existe plusieurs 
types de dentures alternees) 

MeTWK C UlaXMaTHblM PaCnOnOmeHMeM 3y- 

6bes (Cyll@CTByeT HeCKOn bK0 KOHCTpyK4ldl 

TaKMX MeTWlKOB) 
- 

Tandem tap 

Taraud etage 

fVk?TWK c JJBOtiHO1;1 cTyneHraTOti pa6orefi 
qaCTbtO 

213 
_~-----~-~-- 

Tandem with plain cylindrical Pilot 

Taraud a pilote lisse 

214 

MeTwK c ~w’mH~pw4ecKoti HanpaBnfwoqeM 
-- 

lnternal centre 

Centre interne ou centre femelle (pour reaffu- 
tage) 

BHyTpeHHMlh UeHTp 
-----P-w- ~~-~ -. - 

7 
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ISO 59674981 (E/F/R) 
UICO 59674 981 (AIWP) 

Diagram Diagram 
Schema Schema 
LlepTex LlepTex 

Designation Designation 
Designation Designation 

06osHa~eHble 06osHa~eHble 

External centre External centre 

Gone de centrage externe ou centre male Gone de centrage externe ou centre male 
(pour reaffutage) (pour reaffutage) 

HapyPKH bl ti qeHTp t--iapyMH bl ti qeHTp 

No. 
NO 
NO 

215 

216 
--t------ -~------_~~ __-- _ 1 _---~---~-------~~ __-- _- 

External centre with reduced Point External centre with reduced Point 

Gone de centrage externe reduit ou centre Gone de centrage externe reduit ou centre 
male reduit (pour reaffutage) male reduit (pour reaffutage) 

YMeHbllJeHHblti Hapy?KHblfi u,eHTp YMeHbllJeHHblti Hapy?KHblfi u,eHTp 

5 Set of taps 5 Jeux de tarauds 5 ttOMflneKTbl MeTrlHKOB 

No. 
NO 
NO 

250 

Diagram 
Schema 
qepTex 

a) 

b) 

a) 

b) 

Designation 
Designation 

0603tia~eHMe 

Hand taps in sets of 2 taps (serial type) 

a) undersized full form roughing tap 

b) finishing tap 

Jeu de 2 tarauds a main (jeu etage) 

a) taraud ebaucheur a diametre de filetage 
reduit 

b) taraud finisseur 

PyqHble MeTL(VlKl4 B KOMllJleKTe M3 plByX UlTyK 

(CepMMHble) 

4 ciepHOBOti MeTqLIK C HeI-IOJ-IHOti pe3b60ti 

6) WlCTOBO1/1 MeTqklK 
--------~-----_-~-~ 

Hand taps in sets of 2 taps 

a) UK : First taper tap US : Taper tap 
with long chamfer length and full size 
thread 

b) bottoming tap 

Jeu de 2 tarauds a main 

a) taraud ebaucheur a chanfrein d’entree 
long et diametre de filetage non reduit 

b) taraud finisseur 

PyqHble MeTqkIKVI B KOMl-lJleKTe M3 #ByX UlTyK 

4 L(epHOBOti MeTqMK C yfiJlVlHeHHOti 

3a6opHoti qaCTbt0 VI nOnHOti pesb6oti 

6) WlCTOBOti MeTqPlK 
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ISO 59674981 (E/F/R) 
MC0 59674 981 (AIWP) 

No. 
NO 
NO 

260 

261 

Diagram Designation 
Schema Dbsignation 
rlepTem 06osHareHHe 

I 1 a) 

- b) 

- ---- I 1 1. - 

f 33 
a) 

1 ---- - 
I 

- b) 

Hand taps in sets of 3 taps (serial type) 

a) first undersized full form roughing tap 

b) second undersized full form roughing 

tap 

c) finishing tap 

Jeu de 3 tarauds a main (jeu etage) 

a) taraud ebaucheur a diametre de filetage 
reduit 

b) taraud moyen a diametre de filetage 
reduit 

c) taraud finisseur 

Py’-iHbie MeT~MKM 6 KOMflJleKTe Pl3 TpeX UJTYK 

(cepkl GlH ble) 

a) ‘IepHOBOti MeTqPlK C HeflOllHOti pe3b60ti 

6) CpeflHMti MeTqMK C HeflOJlHOlil peJb60ti 

BI WCTOBOti MeTclMK 

Hand taps in sets of 3 taps 

a) UK : First taper tap US : Taper tap 
with long chamfer length and full size 
thread 

b) UK : Second tap 
with full size thread 

c) bottoming tap 

US : Plug tap 

Jeu de 3 tarauds a main 

a) taraud ebaucheur a chanfrein d’entree 
long (10 pas) et diametre de filetage non 
reduit 

b) taraud moyen a chanfrein d’entree nor- 
male (3 a 5 filets) et diametre de filetage non 
reduit 

c) taraud finisseur 

PyciHbie MeTLIMKM B KOMl-lfleKTe M3 TpeX UJTYK 

Zl) repHOBOti MeT’4MK C YflfllAHeHHOti 

3a60pHOM qaCTbt0 M nOJlHOr;t pe3b60fi 

6) CPeJJHMti MeTc(MK C IlOflHOti peJb60ti 

BI WlCTOBOti MeT’-iVIK 
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ISO 5967-1981 (E/F/R) 
M CO 59674 981 (AWP) 

6 Dimensional 
characteristics of taps 

6.1 Lengths 

6 Caractbristiques 
dimensionnelles des tarauds 

6.1 Longueurs 6.1 mblHbl 

6 PasMepti ble xapawepwww 
MeTWKOB 

No. Symbol 
NO Symbole 
NO YcnseHoe 0603Harietwe 

310 L 

311 1 

312 I, 

313 12 

314 13 

315 14 

316 15 

317 a 

English 
Anglais 

AHUIHHCKHH 

Overall length 

thread length (including 
chamfer) 

neck length including 
connecting Portion length 

length of driving Square 

flute length including run-out 

shank length 

chamfer (lead) length 

size across flats of Square 

French I Russian 
Franqais Russe 

@paH4y3CKH i-l PYCCKH ii 

longueur totale AJlMHa MeTc(MKa 
-- 

longueur filetee (chanfrein Anmt-ra pa6oireti qacTH 
compris) 

~-~ ----- -~-- 
longueur de gorge y compris Ia Anwia WetiKul, ~mmatotqa~ 

longueur de Ia Portion de ~ni4~y nepexoAHor/r qacTi4 

raccordement 
~- ~---~ 

longueur du carre gJll4Ha KBaApaTa 

d’entrainement 
_- 

longueur de goujure y compris AJll4Ha KaHaBKM, BKJll@qafl BblXO,lJ 

Ia sortie de meule 
-- ---~ 

longueur de queue )JJ-llAHa XBOCTOBMKa 
-~~~ ~- --- 

longueur du chanfrein d’entree Anwia 3a60pHOti qaCTM 
~-----~- -~ ~- 

surplat du carre d’entrainement pa3Mep CTOpOHbl KBaApaTa 
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ISO 5967=1981(E/F/R) 
Ul CO 59674981 (AIWP) 

6.2 Diameters 6.2 Diametres 6.2 &daMeTp bl 

No. 
NO 
NO 

320 

Symbol Designation 
Symbole Denomination 

YcnosHoe 0603Harewe 06o3Har(ewe 

d” basic major diameter or thread diameter 

diametre nominal 

321 dl 

HOMMHaiI bHbl ti AMaMeTp pe3b6bl 

shank diameter 

diametre de queue 

322 d2* * 

JJklMMeTp XBOCTOBMKa 

neck diameter 

diametre de gorge 

323 d3 

AMaMerp uretikti 

(chamfer) Point diameter 

diametre d’entree 

- 

324 

AMaMeTp B Harme 3a6opHoti qaCTM 
---~-~_~ 

web (core) diameter 

diametre de I’ame 

* 

AMaMeTp CE?p,Q+BklHbl 

The actual major diameter is equal to the nominal diameter d plus the tolera,nce (see clause 4.1 of 
ISO 2857). 

Le diametre exterieur effectif est egal au diametre nominal d augmente de Ia toleance (voir Paragraphe 4.1 
de I’ISO 2857). 

@aKTkWeCKMti HaPYXHblti /JMaMeTP PaBeH HOMMHaflbHOMY QMaMeTpy d AOnyCK (CM. IlYHKT 4.1 Mc0 2857). 

** The Symbol d2 also designates the basic pitch diameter (sec No. 403). 
Le Symbole d2 designe egalement Ie diametre sur flancs (voir no 403). 
4 TaKXe 0603HaqaeT HOMMHaJlbHblti Cpe~HMh ,qMaMeTp pe3b6bl (CM. No403). 

11 
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ISO 5967-1981(E/F/R) 
111 CO 59674 981 (AWP) 

6.3 Cutting features - Angles 6.3 Caractbristiques de coupe 
Angles 

6.3 I’lapanneTpbr pemyqei4 qacw - 
YrJ’I bl 

A 

4 

$ 

+ 

c -0 

Vi- 

P 

g 

Detail of A 
Detail de A 
%CTb A 

12 
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ISO 5967-1981(E/F/R) 
MC0 59674 981 (AWP) 

No. Symbol English French Russian 
NO Symbole Anglais Franqais Russe 
NO Ycnostioe 0603kiariekwe AHUIHHCKHH @paHqy3CKH rii PYCCKH ii 

330 
/ 

r 

I 

straight flute entree droite llpf4MaFl KaHaBKa 

(without spiral Point) (6e3 cnHpanbHoM I-IOATOL(KM) 

331 

332 

t 

X 

spiral Point 

spiral flute 

entree inclinee ou spirale 
-- 

goujure de forme helicoi’dale en 
spirale 

cnr4pan bHaR no/qTociKa 
--_ 

crynetiqarafi no~~orKa 

g flute goujure 

P land peigne 

KaH aB Ka 
--~ 

1 

- 

3~6 

335 1 m I width of land 1 largeur de peigne t.rrMpMHa 3y6a 

336 n width of flute largeur de goujure 

337 N number of flutes nombre de goujures KOJlMqeCTBO KaHaBOK 

- 

338 V 
l 

number of chamfered (or lead) nombre de pas de I’entree KOJlVICleCTBO BLATKOB Ha 3a6opHoh 
pitc hes yL(aCTKe 

339 

l 

actual tap major diameter diametre exterieur effectif du C@aKTWleCKMti HapyXHbIti 

taraud ALIaMeTp peJb6bl MeT’-tVlKa 

340 d5 
I 

minor diameter diametre interieur (diametre a BHyTPeHHVlti AMaMeTp pe3b6bl 

fond de filet) 

341 d3 
I 

(chamfer) Point diameter diametre de I’entree Ar4aMerp B Hawne 3a60ptiOr0 
ycracTKa 

342 I d4 I web (core) diameter I diametre de I’ame AtiaMeTp Cep,44eBMHbl 

34 Kr 1 chamfer angle (or lead angle) 1 angle d’entree 1 yron yKnoHa 3a60ptiOrO yciacTKa 

Yf’ 
l 

angle of helical (spiral) flute angle d’helice de Ia goujure yrofl HaKJlOHa BMHTOBOL;I 

CTpyXerHOIil KaHaBKM 

Yf 
l 

spiral Point angle angle d’inclinaison de I’entree yl-OJl CtlMpt3J-l bHOti nOnTOCIKM 

inclinee ou spirale 

rake angle angle de coupe nepeAHtiM yron (np~ nnockoti 

(chordal) hook angle (in case of angle de coupe nepefitiW yron (npr4 Kpr4sonM- 
curved cutting face) Corde (en cas de face de coupe HetiHOti l-lepeAH& flOBepXHOCTl4) 

courbe) 

13 
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ISO 5967-1981 (E/F/R) 
VI CO 59674981 (AWP) 

6.4 Types of thread relief 6.4 Formes de dktalonnage 

U nrelieved 
Sans detalonnage 
iie3aTblJlOBaHHaR 

Heel 
Talon 
I-lflTa 

-+- 

6.4 -hnbl pe3b6bl MeTWlKa 

Taper U in % on diameter 
Conicite U en % sur Ie diamhtre 
KOHyCHOCTb u B % Ha ALlaMeTP 

14 
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ISO 5967-1981 (E/F/R) 
VI CO 59674 981 (AIWP) 

No. Symbol 
NO Symbole 
NO knOBHOe 06o3HaqeHHe 

350 so 

351 Sl 

352 SZ 

353 s3 

354 S4 

355 S5 

356 L2 

357 d3 

358 u 

English French Russian 
Anglais Franqais Russe 

hirndiCKdI @paH 4y3CKbl ii PYCCKH ti 

concentric - unrelieved sans detalonnage KOHqeHTpVlCIHafl llOt3epXHOCTb - 

He3aTblflOBaHHaFl l-l0 HapyXHOMy 

AvlaMeTpy 
-~--~ _---- 

eccentric thread relief (on major detalonnage radial complet sur BeflMqklHa 3aTblflOBaHMfl Ha BctO 

diameter, thread flanks and flancs, sommet et fond de filet UMPMHy nepa (fl0 HapyXHOMy, 

minor diameter) CpeAHeMy M BHyTpeHHeMy 

4MaMevy) -~-----~--_~-~------ 
ton-eccentric thread relief (on detalonnage radial incomplet sur BeJlMqMHa 3aTblJlOBaHMR He Ha 

major diameter, thread flanks flancs, sommet et fond de filet Ba0 Wrp~Hy nepa (no 
and minor diameter) HaPYXHOMy, CpeJJHeMy M 

BHYTPeHHeMy JiJMaMeTPy) 
---_--~ -~----- 

eccentric thread relief (on thread detalonnage radial complet sur BeflMqMHa 3aTblJlOBaHMfI Ha BCtO 

flanks and minor diameter only) flancs et fond de filet seulement UJMPMHY nepa (TOJlbKO no 

Cpe/JHeMy kl BHyTpeHHeMy 

WaMeTPY) ~~-_---_-~ --- - 
ton-eccentric thread relief (on detalonnage radial incomplet sur BWlM~MHa 3aTblJlOBaHMF1 He Ha 

thread flanks and minor flancs et fond de filet seulement BCIO WlpMHy nepa (TOJlbKO n0 

diameter only) CpeJJHeMy Pl BHyTpeHHeMy 

W=-TPY) ~_- --- 
radial relief on chamfer angle detalonnage radial sur I’entree BeJlMCIMHa 3aTbInOBaHklfl Ha 

WupMHe nepa no tiapyxHoMy 
RMaMeTpy 3a60pHOti qacm 

-- 
width of concentric land with no largeur du temoin cylindrique UlMpMHa He3aTblJlOBaHHOl-0 

relief sans detalonnage yracrka nepa - 
(chamfer) Point diameter diametre du cone d’entree #4aMeTp B HaqZUte 3a60pHOti 

ClaCTM 
~- - 

back taper (axial relief) conicite arriere (depouille 06paTHaFI KOHyCHOCTb 

longitudinale) (yMeH bUleHMe &AaMeTpOB B 

HanpaBneHm x~ocTo~oM qacTM) 

15 
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ISO 59674981 (E/F/R) 
IA CO 59674 981 (AIWP) 

7 Thread Profile of taps 7 Profil du filet des tarauds 7 rlpocjwl 

P 

.- z 
E E 

l I Ti? $? T? 

nb pe3b6bl MeTL1HKa 

NOTE - The diagram applies to taps of NOTE - Le dessin s’applique aux tarauds pour I-lPMMEC-IAHME - qepTeX OTHOCLlTCfl K MeTclM- 

metric threads of ISO 2857. filetages metriques de I’ISO 2857. KaM flJlFl Hape3aHL4R MeTpWleCKMX peJb6, yKa3aH- 

HblX B cratiflapre MC0 2857. 

No. Symbol English French Russian 
NO Symbole Anglais Franqais Russe 
NO Ycnomioe 06o3Hariewe AHrnH tiCKH h @paH 4y3CKH ii PYCCKH ii 

d major (nominal) diameter diametre nominal HOMMHaJlbHblti JJMaMeTp MeT’4MKa 
-~- 

401 d min permissible minimum tap major diametre exterieur minimal HaMMeHbWl1;1 ,LJOnyCTMMblti 

diameter admissible du taraud HapyXHblti #AaMeTp MeTclMKa 
~-- ---- 

402 Js minimum clearance on major ecart inferieur sur diametre HaMMeHbtUee OTKJlOHeHMe n0 

diameter (differente between exterieur (differente entre les HapyXHOMy JJklaMeTpy (pa3HOCTb 

minimum tap major diameter diametres exterieur minimal et Me>K19y HaMMeHbWlM HapyXHblM 

and basic major diameter-) nominal du taraud) M HOMMHaJlbHblM 4PlaMeTpaMVl) ~- ---_~ ~~~- 
403 dz* basic pitch diameter diametre sur flancs theorique HOMMHaJl bHbl ti CpeAHklti AlAa- 

MeTp pe3b6bl 
-~-- ----- 

404 d2 min minimum tap pitch diameter diametre sur flancs minimal du HaMMeHbWMt? CpeJJHVll;r AMaMeTp 

taraud pe3b6bl --- -- 
405 d2 max maximum tap pitch diameter diametre sur flancs maximal du Ham60nbUMti CpegHMti /qwMeTp 

taraud pe3b6bl 
- ~-- 

406 Td2 tolerante on tap pitch diameter tolerante sur diametre sur flancs AonycK Ha cpe&HlGl@4aMeTp 

du taraud peJb6bl 
---~---~~~- 

407 Em lower deviation of pitch ecart inferieur sur diametre sur HklXHee OTKJlOHeHMe CpeAHerO 

diameter (differente between flancs (differente entre les AMaMeTpa (pa3HOCTb MexAy 

minimum tap pitch diameter and diametres sur flancs minimal et HaMMeH bl.ULlM CpeAHMM M 

basic pitch diameter-) theorique) H0MMHal.l bHblM CpeAHMM 

AvlaMeTpaMkl) 
~~--~-- --- 

408 Es upper deviation of pitch ecart superieur sur diametre sur sepxtiee 0rknoHeHMe cpeAtier0 
diameter (differente between flancs (differente entre les AMaMeTpa (pa3HOCTb MeXJqy HaM- 

maximum tap pitch diameter diametres sur flancs maximal et 60JIbUIMM M HOMMHaJlbHblM Cpe& 

and basic pitch diameter-) theorique) HMMt4 AMaMeTpaMkl peJb6bl) 
~~ 

409 P pitch of thread pas du filetage tuar pe3b6bl 

410 a included angle of thread (for angle du Profil du filet (par yron npo@Hnfi pe3b6bl 

example 60°) exemple 60°) (HanpMMep 60°) ~~-~ ---- 
411 right hand thread filetage a droite npaBaf4 pesb6a 

~- ----- 

412 left hand thread filetage a gauehe neBaR pe3b6a 

* The Symbol dz also designates the neck diameter (sec No. 322). 
Le Symbole dz designe egalement Ie diametre de gorge (voir no 322). 
dz rakxe o6o3Haqaer AtiaMerp r.uetikM (CM. No 322). 

16 
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ISO 5967-1981 (E/F/R) 
UICO 59674 981 (AWP) 

Annex A 

Equivalent German terms 

Annexe A 

Termes allemands Äquivalents 

llpmoxewe A 

3KBHBaJWHTH ble HeMe4Kkle TePMVlH bl 

3 Benennungen der wichtigsten 
Gewindebohrer-Formen 

31 . 

110 

111 

112 

113 

32 . 

120 

121 

122 

123 

33 . 

130 

131 

132 

133 

Kurze Maschinen- und Hand-Gewindebohrer 

kurzer Gewindebohrer mit verstärktem Schaft und kegeli- 
gern Übergang zwischen Schaft und Gewinde 

kurzer Gewindebohrer mit ungefähr gleichem Schaft-und 
Gewindedurchmesser 

kurzer Gewindebohrer mit gleichem oder größerem 
Schaft- als Gewindedurchmesser, mit Hals 

kurzer Gewindebohrer mit abgesetztem Schaft (Überlauf- 
schaft) 

Lange Maschinen-Gewindebohrer 

langer Gewindebohrer mit verstärktem Schaft und kegeli- 
gern Übergang zwischen Schaft und Gewinde 

langer Gewindebohrer mit ungefähr gleichem Schaft-und 
Gewindedurchmesser 

langer Gewindebohrer mit gleichem oder größerem 
Schaft- als Gewindedurchmesser, mit Hals und kegeli- 
gern Übergang zwischen Schaft und Gewinde 

langer Gewindebohrer mit abgesetztem Schaft (Überlauf- 
Schaft) 

Muttergewindebohrer 

Muttergewindebohrer mit langem abgesetztem Schaft 

Muttergewindebohrer mit zweifach abgesetztem Schaft 

Muttergewindebohrer mit langem, abgesetztem, geboge- 
nem Schaft 

Muttergewindebohrer mit langem, mehrfach abgesetz- 
tem, gebogenem Schaft 

3.4 Aufsteck-Gewindebohrer 

140 Aufsteck-Gewindebohrer mit zylindrischer Bohrung und 
Längsnut 

141 Aufsteck-Gewindebohrer mit zylindrischer Bohrung und 
Quernut 

3.5 Kegelige Gewindebohrer 

150 Gewindebohrer mit kegeligem Schneidteil 

4 Merkmale des Schneidteils 

200 

201 

202 

203 

204 

205 

206 

207 

208 

209 

210 

Gewindebohrer (Fertigschneider) mit kurzem Anschnitt 
(1 bis 3 Gewindegänge) 

Gewindebohrer (Mittelschneider) mit mittlerer Anschnitt- 
Iänge (> 3 bis 5 Gewindegänge) 

Gewindebohrer (Vorschneider) mit langem Anschnitt 
(7 bis IO Gewindegänge) 

Muttergewindebohrer mit extra langem Anschnitt (12 bis 
16 Gewindegänge) 

Gewindeformer (ohne Nuten) 

Gewindebohrer mit Schälanschnitt ohne Span- oder 
Schmiernuten 

Gewindebohrer mit Schälanschnitt, mit Schmiernuten 

Gewindebohrer mit geraden Spannuten 

Gewindebohrer mit geraden Spannuten und Schälan- 
schnitt 

Gewindebohrer mit Spannuten mit Rechtsdrall 

Gewindebohrer mit Spannuten mit Linksdrall 
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ISO 5967-1981 (E/F/R) 
lt’l CO 59674981 (AIWP) 

211 Gewindebohrer mit ausgesetzten Zähnen 

212 Stufen-Gewindebohrer 

213 Gewindebohrer mit zylindrischem Führungsteil 

214 Innenzentrierung (Zentrierbohrung) 

215 Außenzentrierung mit Vollspitze 

216 Außenzentrierung mit abgesetzter Spitze 

5 Satz-Gewindebohrer 

250 Satz-Gewindebohrer (Hand), zweiteiliger Satz 

a) Vorschneider mit Untermaß 

b) Fertigschneider 

251 Satzgewindebohrer (Hand), zweiteiliger Satz 

a) Vorschneider mit langem Anschnitt und Vollmaß 

b) Fertigschneider 

260 Satzgewindebohrer (Hand), dreiteiliger Satz 

a) Vorschneider mit Untermaß 

b) Mittelschneider mit Untermaß 

c) Fertigschneider 

261 Satzgewindebohrer (Hand), dreiteiliger Satz 

a) Vorschneider mit langem Anschnitt und Vollmaß 

b) Mittelschneider mit Vollmaß 

c) Fertigschneider 

6 Baumaße der Gewindebohrer 

6.1 Längen 

310 Gesamtlänge 

311 Gewindelänge 

312 Halslänge einschließlich Übergang 

313 Vierkantlänge 

314 Spannutenlänge einschließlich Auslauf 

315 Schaftlänge 

316 Anschnittlänge 

317 Vierkantmaß 
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320 

321 
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63 . 

330 

331 

332 

333 

334 

335 

336 

337 

338 

339 

340 

341 

342 

346 

347 

64 . 

350 

351 

352 

353 

354 

Durchmesser 

Nenndurchmesser 

Schaftdurchmesser 

Halsdurchmesser 

Anschnittdurchmesser 

Spannuten-Kerndurchmesser 

Merkmale des Schneidteils - Winkel 

gerade Spannut 

Schälanschnitt 

drallgenutete Spannut 

Spannut 

Steg 

Stegbreite 

Spannutenbreite 

Anzahl der Spannuten 

Anzahl der Gewindegänge am Anschnitt 

Ist-Außendurchmesser des Gewindebohrers 

Gewinde-Kerndurchmesser 

Anschnittdurchmesser 

Spannuten-Kerndurchmesser 

Anschnittwinkel 

Drallwinkel 

Schälanschnittwinkel 

Spanwinkel 

Spanwinkel (bei bogenförmiger Spanfläche) 

Formen des Hinterschliffs 

ohne Hinterschliff 

Hinterschliff des gesamten Gewindeprofils, auf Stegbrei- 
te gemessen 

Hinterschliff des gesamten Gewindeprofils, mit Rund- 
schliff-Fase, auf Stegbreite gemessen 

Hinterschliff nur im Flanken- und Kerndurchmesser, auf 
Stegbreite gemessen \ 

Hinterschliff nur im Flanken- und Kerndurchmesser, mit 
Rundfase, auf Stegbreite gemessen 
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