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* BN/ FRMTIRRYN.

* TRIDDSAE =, WL,

C BERE, RERDE, WIAPLER.
* HDRE LR

* ITEN. MR TRRY.

& Safe use of cutting tools

* Use safety cover, safety glasses and safety shoes during operation.

+ Do not touch cutting edges and chips with bare hands.

* Stop cutting when the tool becomes dull.

* 5top cutting operation immediately if you hear any abnormal cutting sounds,

+ Do not modify tools.

+ Please use appropriate tools for the operation. Check dimensions to ensure proper selection,

* EAIRE IROGESEWRANME. BEAEALE, WER. Z2EWShEnG, LiRES,

KERETRREE
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#YPRe HY-PROZ5! HY-PRO SERIES

B HY-PROSFRMEETTE HY-PRO Flat Die Intreduction
ZEEEE - KIRSIERNERRN - SETEANES L EENEENESHR -

Customized rolling dies base on different types of screws in order to reach the ideal result.

SHEEER IR TRIEERZIR - BRT AR
REABSTESHN - thrliERREHNEE -
Chamfer designed for high-strength screw

not only extends tool life, but also increases
strength of screws.

YRR EERIR » AILIEMBA LTS KB EE
MHERBSTENSS -

Special coating can effectively prevent slipping
and increase wear-resistant to extend tool life,

PRISTASTRIERET » aJLUBINST
WiESE » EEAREEEH
TS BELTRMA
EEHE -

Special thread designed for
increasing thread's strength
and better durability suitable
for high-hardness materials or
hard to form materials.

B BHERISFIREETR Match-making for Dies and Workpiece

ma (7= FREEE WATH
Apbreviation Material Surface treatment Waorkpiece
(EFRTEERIBERIRNS - B RA - JTEMZE ARG
HPX-D-DP EXO MEEE2 =% | EE/EAOHRCLL ETA8IT -

Mt '
fEamEnt For heat-treated screws, high-strength screws, aerospace screws and automotive screws,

screw hardness over 40HRC.

; E]’J\ -
H1(HS5S refined material) M treatment I]u I
For heat-treated screws, stainless steel screws, and automotive screws,

HPH-D-DP

HPD.D.OP | D1 (SKDME#) MR EFRERSRIBIB ST -

D1(SKD refined material) M treatment For stainless steel screws.

M ARmPTERM EROSCERE BTN IRERM -

The materials we used are researched and developed by O5SG.

X¥MEBEROSCEBMATIAMHENES T EBAKREEE -

Surface treatment M which is dedicated to forming dies is exclusively developed by O5G.

bt

B SF#R(DP) Thread Rolling Flat Dies
TOSGRISFMn A —iZ BRI M RIBE F KM st E HEL R -

We offer a wide variety of flat dies with different specifications and customized dies.

[ ] E*ﬁﬂﬁﬁ’&ﬁ When Ordering Thread Rolling Flat Dies
1 EF A GRS RSB0 EANE/MEIR) -

The types of machine. ( Please inform us whether it contains holding angle 5” and duplex or simplex face. )

2. FREERA G0 NE)

All dimensions of flat dies as the drawing below,

B ENAl Moving Die ETEfl stationary Die ength of the Moving Die
Lm Ls Ls : BEAIRE
| (Lm’) | | (Ls") [ Length of the Stationary Die
| | [ I H: BE
=T ==
- B: BE
/ \ = / ) & Thickness
0: —ERING50E
|§9' |§g The most commaon is holding
angle 5" or 0°

3. RKHARAS - THRREANRRMER - BREEATHNFME - SR TREERIRAE LHEEE)
We offer recommended specification like screw size, shape of workpieces or parts and outer diameter for materials if there's no special require-
ments. (Drawing of workpieces is appreciated )

4. THIMENEE -

The material and hardness of workpiece,

5. EMRENSETHERaERK -

Requirements for radius run-out process or intensity of workpiece.

6. ERRMBRIGEIREIR - SEHESH -

Please inform us if there is additional requirement,

B F= 82 B ETIREESE] Production Capability Range

(2] BEEFBENRO.2mmBIFEKE - BHMEART -

E\J;% MAX. 950mm Requirement for pitch under 0.2mm, please contact us.
BB MAX. 120mm

m MAX. 400mm

g M 0.2mm(100LL)/ inch)




(F TOSG3*5! TOSG SERIES

B SFE& Thread Rolling Cylindrical Dies

Fwm— I D BREEIV(TR)IRE(AR-TR)ME - BEEA2MENSENHES - N ITHREE - BEERERIE -
—RRFATERIRARRN T - BB MBEERE ST -

There are two types of thread rolling cylindrical dies, which are in-feed (TR) and thru-feed (AR-TR) . These two are usually 2-roller ar 3-roller type. Excel in
processing precise thread limit, but with slow production speed. Commonly used in irregular workpieces, worm thread and workpieces with high

demand for thread limits.

B FERETRIEEDE When Ordering Thread Rolling Cylindrical Dies

RE o
- tem s
1 RIHE | RERELE. B
Machine Type Manufacturer and Model

, | TmEETES

Helix Shaft

FEATLUAR : EESET

Tiltable helix shaft: in-feed or thru-feed

FHAAMER  BlEX

No tiltable helix shaft: in-feed

FEwaE | SEBEART WA RIRHATSTIE

3 Outer Diameter Quter diameter depends on machine model and
screw specification.
BENTWEELAL THER .

4 TREE R wmEEr LU THE

Width Width of in-feed model must be longer than
waorkpiece. Width of thru-feed model can be
shorter than workpiece.
; ORBONBOFEROTBREE
2 qgiﬂﬂ;%geﬁ (Dspecification (@Major Diameter (3)Grade

@Thread Length

o | EfteiE

Others

FIIRHY(E G (A8 AE) Ko At
AREIR

Specific condition (e.g. reversed lead) and
precaution.

0% TOSGX%1 TOSG SERIES

B TERXFE 1hread Rolling Planetary Dies

TEXN A WA —([EEENERH(RCD) BE—EEENSEHRSD)MES « REERERIRNVEETE « —iK

FRRAKEBEEMT L -

T
~Jao
e
F —'\ w
: ]
D : 4ME F: &8s
Quter Diameter Keyway Width
T.EBE E : EEx
Width Keyway Depth
d: AFE

Bore Diameter

B S{EDTEEEGRE rroduction Capability Range

Oureﬁtﬁmter MAX. 330mm
o= MAX. 300mm
s MIN. 0.2mm(100LL1/ inch)

Planetary dies are set with a moving rotary die (RCD) and a fixed segment die (RSD), which has the fastest production speed, generally used in mass

production.

|| ﬁgﬁﬁ!ﬁﬂ%gﬁ When Ordering Thread Rolling Planetary Dies

SEEH

Segment Die (RSD)

,,/ %iipiece

1 RIS
Machine Type
2. TR
Width
3. IRBORAE
Specification
4. THFH9H BT U \ K
Workpiece Material and Hardness
5. HLARFASRIR
Others
Rota’ry Die (RCD)
[ ] ﬂfﬁﬁjﬁﬁﬁ Production Capability Range
Sz (RSD) ElfZ% (RCD)
. MAX. 600mm MAX. 470mm
= MAX. 165mm MAX. 300mm

Pitch

MIN. 0.4mm(64LL1/ inch)

MIN. 0.4mm(64LL1/ inch)

=



MAThread=S# 5% MATHREAD DIES

B MAThreadS it maThread Dies
MAThreadfys EEEIS o] I RIEERISHT IR -

The guiding point of MAThread is used to solve the problem of incline during fastening.

|| MAThFBEdﬂﬁMﬁﬁ?ﬂf MAThread Shapes

upr Pai B 2 L EERORG - AEELROETES -
M P”Point MAThread Suitable for 2 or more overlapping objects, which corrects run-out properly.
ECEFIAEITIGT - B8 MAThread 128] -
w Custom MAThread Customized design. Contact MAThread company for more details.

: ERAREEENRS  FIRRERRYREE -
Dog Point MAThread Perfect for heavy ggjects as leverage provides higher efficiency.

HRFIPARERENEREIERRES A - ERHHRNENEAEEEA Dog Point -
The most representative type which is used for multiple applications.
For heavy object, we recommend dog point type.

Mat Point

EARREERREESRENES  RAEARERIATE 8 ELIARIER -

Very Short MAThread  Suitable for limited thread point length, and with inclining angle under 8°
during fastening.

W MAThread®V9EHGFE vatnread Features

MAThreadt RIS B IRINERAR HRAARIE (T AYEE DI FEFR S InERS 1 - IERIRREEITER -
WM RDBENSIES - 3| ST - Normal fastening completed
8B i A B O] S F AR - The guide point of MAThread helps to correct

The MAThread is effective when inclining or the inclining issue during fastening,

run-out happens.

b=t

RFZF#R RACK DIES

B RFSF#R Rack Dies

BEILS - SEREER - FHRCTERS
FILIKIEfEE SR EEs TR -

The rolling tool gives high mechanical rigidity, excellent processing
precision, easy exchanging of dies, and quick adjusting an machines.

. HF%ﬁ#m E‘:‘?& The General Type of RF Machine

in quantities.

A ARBERHEEEENEY  ETEREE  EETRE -
Note (1) Blank dia. should be confirmed by actual rolling before producing blanks

5 FiR2R
Type Overall Length TFi74E Overall Length
CT-200 210
CT-300 310 HhHER | FHTEB IZAER
Roll Off Dwell Roll On
CT-400 410 15°
CT-600 623.2
CT-650 665.2
CT-700 715.2
CT-1000 928
EEER R Thread Length
SRS () 2K (mm) BB (mm)
Size (inch) Overall Length Thread Length HhHER EiTER __| MEANER
13" 362 330.2 Roll Off Dwell | Roll On
20" 539.7 508
24" 641 609.6
28" 743 711.2 95 I — 1
36" 946 914.4 L -
48" 1251 1219.2 | FRE R Overall Length
|| RFQ*&E]EQ%E When Ordering Rack Dies . ﬂﬂiﬁ]‘ﬁgﬁu Production Capability Range
ST RMB AR BB work Detar RF ({ZE54R) AT AN TEVEEE &r Dies Working Capability
IBH lem BBl Exampl= EAiEE
BEBY number of Teeth 25 Maximum Module 1.5873(DF16/32)
R module 1.0 BAR 20° ML
BAE pressure Angle 45° Pressure Angle Cver 20°
SREER (F31E) Helix Angle(Direction) 0°10'+4' (43) EE 1481+ (S I5ERS)
SERBEE pichDa. 25.000 Number of Teeth Cver 14 (No Helix)
BEEBERE BaseDa 1 7.5730 - BATHEE #1060LI T (IRISREIER)
EETEEE (EE&E#) Major Dia. as Rolled 26.000 ° 0.25 Maximum Working Dia. Eg‘:pserr%jing on the equipment)
HEEEERE (fE%) Major Dia. as Grinded B4120 (RISEHER)
: mm P
BEBEBEE pinor Dia. 24000 8_25 ﬁﬁjﬁﬁﬁf Maximum 120mm
BRI REER rorm Dia. (24.300) : (Depending on the equipment)
FERREE GRS H#) Over Pins Dia. as Rolled 28270 g 05 TH@EE BEHV350LIT
: Warking Material Hardriess Under HV350
FEREEE (BERIBE) Over Pins Dia. After HT
BEBER rinDa 2.0 THEE JIS 5~BiRiEE
&aﬁﬁgg $£(1)Blank Diall) 25.00 Wcrkmg Material Class J55~6

¢ 7 4 B T A D B 2 R AT o

ey I bt A= B e

TAIHO provides dies repairment service.

=



EiE T ENERMES ROLLING DIES APPLICATION & DISTINCTION 2 BIESFEAR THE GENERAL TYPE OF THREAD ROLLING MACHINE CHART

B ERTEIEE Map for Design Selection B 5EERIEFEEFR The General Types of Thread Rolling Machine in Taiwan
INTHERE .
Waork Material Hard oy ] BRE Lenamn _
o aterial Hardness (HRC) T chmactire ZEE L e B Thickness B Decth
10 20 30 40 50 — —
00 SREE 55 45 15
g 0 63 51 20
SKD (HAEELSE) L.
/o BREE 70 60 20
D1(SKDEtE#7) “he SREE 90 75 25
- 6R = 105 20 25
H1 (HSS&E#7) Y SE 15 103 25 s
8R = 127 108 25 Depending
%he WREE 140 127 25 shtie
e ¥ requirement
FALEZIE Nitride Treatment 3/3 . 165 =5 = quir n
S -
MEREE M Treatment /4 SNE 215 190 35
— Ya SREE 265 230 38
GMEEEE GM Treatment Vs SREE 310 280 48
1 SE=E 420 380 _ 50
1% 55 450 | 400 50
. Hﬁmﬂ‘ﬂﬁﬁﬁ Selection for Radius Bun-Out Process
REEVIELR S C | B PEIEHEFELSIR The General Types of Thread Rolling Machine in China
Type Complete-special Complete Incomplete
e ANVl = i J; i RE Length :
Symbol R-S R-C R-l Treetwachine BEE LM B2 Ls BB Thickness = Degth
—RATBMREERES | BHASERIERE RABRRMNTTLILREER - = L 2 24 2
= - = Itis used for only rounding the sharp crest of incomplete threads on die edges
Fekfinze - A ERNEER y g p g 202 65 55 24 30
i%ﬁﬁ%% jj}ﬁﬁzﬁ’: . without any special requirement for screws strength. 203 80 70 2 30
Reference In general, it is applied for high 204 100 85 24 40
durability required, aeroscrew,
automobile screw and high tension 205 115 100 24 55
ke 302 125 110 24 40
¥ LU ERRTITDERBEAMBIRTTE - EERIRNERTITENT 206 145 125 30 55
The symbols shown on the chart are for single face flat dies, and the symbols of duplex face are noted as the following: 207 170 150 30 55
S#k=RR-S ) Ci#i=RR-C I§R=RR- 208 210 190 40 55
¥ REBR O T&E : B (pitch)=20.4mm (U?FEZ%SBIJ_IL‘IF) 209 250 230 45 65
Radius Run-Out Process Capability Range : Pitch = 0.4mm (Series Unified below 56 thread).
210 250 230 50 80
213 310 285 50 80
B ESEREMAAR shape of Blank 0w L 30~L 234 145 125 40 80
FMOERERTHESS TENSHRIRMBETEE ) N X () AN am o R 235 170 150 40 80
B - MRS TR EZEH T HsBNE MR ( B 5 ( - = ( vinor 0a ~ 2 TNt ) 236 170 150 40 105
HARE - (FVMHNEBAERTEEEES EEETE N - 237 210 190 40 80
MFF e TENES - ERMNEIS30° A SR\ EHE - 55 - 55 -
WEERBWAS - HEEBOMHEAERR : S— : -
20° - EHRNAEEENIEINSETRENES - ENE ¥ EAeERPEERNESSE - EEATNGTBIER - FERFIRPAMMERTE - FiTHaRg
~
Shape and specification of material have great impact on tool life and S Eﬁﬁ%ZSﬁ%] °
thread limits. Pitch diameter would be influenced by blank diameter. 0 — The charts above are the most common use, if the dimensions of dies are not shown on the charts, please feel free to contact us with the
(Chipping or short tool life are caused by wrong shape of blank chamfer ( I types of machine at the time of order.
The chamfer 30° becomes 45° after processing. For high hardness
materials, 20° chamnfer helps to increase longer tool life) ]
EMREIRRIK

Charmfar af Blanl
SLNEMIET OF Diane

et =S



#5&3=E4413% BLANK DIAMETER 7\ A %58 TRIMMING DIES

AN FAN =t <
W AFIFESFIRE(H/6) W AF# T FR(H/6) W AR o
Metric Coarse Screw Threads (H/6) B3 Unit : mm Metric Eine Screw Threads (H/8) B Unit : mm e
rreveen e - e o AEMEENTSBUIELERNTE - 0SCATIRBRARN MRS - EMEEN - JIHEEHEENERS
N N <
Meacsee | ANBAIS1E) | Bgif (MJIs2a) | Bl (11)1538)| Thresdtie | 2nIR(AIJIS 1) [ 6hR(MJIS2H) | B (AIIISIM) R RN - OSCGLURMERIRE - WiIRHZBEREEERT
Ah ClaisiPreviaus 115 Class 1) 6g (P NS Clagsdy 3 115 Clawsz) Ah ClassiPrevious 1S Claselil 6o ClasciProvious HS Clased | Ry ClaselPréviouc 15 Classil ik ; 1L RPN ST 1 S " ] TR s L I + g : a4 . Eiwoa b ch " " .
' Trimming dies are used for high speed punching to form polygonai-shaped boit heads. 05G timming dies are made of high quality Melybdenum high speed
M2 X 04 FE = 17 —167 168 — 163 M4 %05 366 — 363 363 — 359 361 — 354 : :
231x%x04 203 -201 = -197 198 — 193 45 %05 416 — 413 413 — 409 41 - 404 steel, which has been C0|d-pﬂ3$5 fitted and heat-treated. OSG uses Type | as our standard. We also have a wide range of coated products.
2.6 X 045 229 - 237 227 - 223 224 - 219 5 %05 466 - 463 463 - 459 46 - 454
3 X05 266 — 264 263 - 26 261 — 255 6 X075 55 - 547 546 — 541 543 - 536
35 %06 31 —308 307 —302 304 —297 7 X075 65 — 647 646 — 64] 643 — 635 ﬁﬁﬂi Shapes =L ngﬂ ]
|
4 %07 354 — 351 35 —345 347 - 34 8 X1 733 - 73 729 - 7.4 726 - 717 4 Height(L) | Clearance hole depth
45 X 0.75 401 - 398 397 —392 394 —386 9 x1 B33 - 83 829 - 824 826 - 817 _ _ T
5 %08 447 - 4.44 443 - 438 44 -433 10 %1.25 918 - 914 913 - 907 81 - 9 it —EEmE Rake angle
6 X1 534 — 531 53 —524 526 —5.17 10 %1 933 - 03 929 - 923 926 - 917 Clearance Body clearance height
7' %1 634 - 631 63 -624 626 — 617 12 X 15 11.01 - 1097 1096 - 10.89 1092 - 1081 RABEFE Clearance angle - SRR
8 %125 718 - 7.14 704 —7.08 71 —70m 12 %125 1017 = 012 1112 — 1106 1108 - 1098 ;\ i tace -_‘m‘}/ C|earancehof§demh
9 %125 818 — 814 813 - B.08 81 -8 14 x15 1301 - 1297 1296 — 1289 1292 - 128 bt o i
10 X15 903 — 899 897 —89 893 — 882 16 X15 1501 — 1497 1496 — 1489 1491 — 148 ST Land ——"h=k
11 X15 1002 - 9.98 997 - 99 993 - 982 18 x2 167 - 1665 1663 — 1655 1650 — 1646 HiedEiland \
12 %175 1086 - 1082 108 - 1073 1076 - 1064 18 %15 17.01 - 1696 1696 - 16.89 1691 - 168 _ —mE
14 %2 127 - 1265 1264 - 1256 1259 - 1247 20 %2 187 - 1865 1863 - 1855 1858 — 1846 Width across flats \
16 X2 147 - 1465 1463 — 1455 1459 — 14.46 20 X15 19 - 1895 1895 — 18.88 1891 - 188 G e el D
18 X 25 1638 — 1633 1632 — 1623 1627 —16.14 22 X15 21 - 2095 2095 — 20.88 2091 - 208 B — y
20 %25 1838 - 1833 1831 — 1823 1827 —18.13 24 %15 238 - 2295 2295 - 2287 229 - 2279 Bady clearance
22 x25 2038 —2033 | 2031 —2022 | 2026 —2013 26 X15 25 - 2495 | 2495 — 2487 | 249 - 2479 W Gt :
24 x3 2207 — 2201 2198 — 2188 2192 — 2176 27 %15 26 - 2595 | 2505 — 2587 259 - 2578 g | —Ef ;
27 X3 2506 - 25 2497 — 2487 2492 - 2476 28 %15 27 - 2695 | 2695 — 2687 269 - 2678 /EAUBRR —————  Clearance angle b
30 X35 2775 - 2768 2765 - 2755 27.59 - 27.42 30 X15 23 - 2895 | 2895 - 2887 289 - 2878 Star width o HME Outer diameter
33 X35 3074 - 3068 3065 — 3054 3059 — 3042 32 X15 31 - 3095 | 3094 — 3087 309 - 3078 Corner radius of land (@) X
36 x4 3343 — 3337 3333 — 3321 3326 — 3308 33 X15 32 - 3195 | 3194 — 3187 319 - 378
39 x4 3643 - 3636 3632 - 3621 3626 - 3608 35 X 15 34 - 3395 | 3394 - 3387 339 - 3378
42 x45 3911 - 39.04 39 - 3888 3893 - 3874 36 X15 35 - 3495 | 3494 — 3487 349 - 3478
4211 - 4204 42 —4188 4193 — 4174 - 4 edios o
A XA B S ESHEERRALBIREIRIR Relation between Dies and Bolts W FHRZR Speciications
C e CES Ay BN TBEN=E SR = S ERE 17 (W) 0 7% (35)
; ST t 3 1 i Width Across Flats of Bol Nominal Diarneter of Screw Thread Preduction Range Type 1 (Suaight Type) Type I Taper Type)
Unified Coarse Screw Threads BRI Unit : mm Unified Fine Screw Threads B Unit : mm - m T =
24T Tolerance Class EE4R Tolerance Class oz J'ISSWEW o mmﬂ" s ; i 17 b | = %s:' e R - %%:r
B R~ SR~ jt | Tolerance | Piiua - & | Rt | 2| Typel Typel )
Thread Size Thread Size o 7 ic [Tok 1|30 |1 o 1 13016 |
= = L = = L DU A | BLCER  p  po| iioen | |1[2[slalsl6l12slals] T Tm e ([ (w T
No. 1 —64UNC 159 - 157 157 = 154 - No. 2 —64UNF 192 - 19 19 - 187 - slon
No. 2 —56 189 — 187 186 — 184 - No. 3 —56 221 - 219 219 - 216 - 55 | 81 |-830 | M3 | M3 53 | +0048 3 | 42| 3|0 3 45 | 20 | 1°
No. 3 —48 217 = 215 214 = 211 - No. 4 —48 249 - 247 246 - 243 - -6" [ 0 &'13,5‘M35- — 1 1 1 | _58- 0.048 | 4 45 28 o° 4 &0 30 10
No. 4 —40 242 - 24 24 - 236 = No. 5 —44 279 - 276 276 - 273 = =1 = - -
No. 5 —40 275 — 273 272 — 269 = No. 6 —40 308 - 306 305 - 302 = 7 |02 |-t3 | M4 M‘\:‘* 68 | +00s8 A | MO 2| 0] o 3
No. 6 —32 298 — 295 295 — 291 - No. 8 —36 360 - 367 366 - 363 - 8 | -8x |-Ba | [N 78 |+nos i | § [0 %] 0
No. 8 —32 364 — 361 36 - 357 = No.10 —32 429 - 426 426 - 422 - 10 | 82 |-8 | M6 | Ms Wy 98 | +o0se
Eo.lo -24 412 - 409 409 - 405 - No.12 —28 488 - 485 484 - 48 - 1 0 |8 [ M7 1075 | 007
012 —24 478 — 475 475 - 47 - Va — 28 575 - 572 572 - 568 57 - 563 = = - s e ) -
s —20 553 — 55 55 — 545 547 — 54 545 — 24 724 - 721 72 - 7.6 718 - 7.1 1M1 85 | — Vs |10.88 | 4007 || W HEAETRYZRAR When Ordering Trimming Dies
% —18 703 — 699 698 — 693 696 — 688 % —24 883 — 879 879 - 874 876 — 869 12 | _fx |84 M8 | M8 |W s B Pl L LERERRIESE o IND3
3% —16 85 - 846 845 - 84 843 — 834 e — 20 1028 - 10.24 1023 - 10.18 1021 - 10.13 127 | 82 | — She |12.43 | +007 2 BRI T
T —14 994 — 98 989 — 983 986 — 977 5 — 20 11.86 — 11.82 1182 — 1176 1178 - 11.71 13 8 VB Ty : o
Y% —13 1144 - 1139 | 1139 - 1132 1135 - 1126 %5 —18 1336 — 1332 1331 - 1325 1328 - 1319 —627 | - a3 2 [ R L o o
Y —12 1292 - 1287 1287 - 128 1283 - 1273 % —18 1494 - 149 1489 - 14.83 1486 - 14.77 14 | _Bar | -Bas M8 [M10 |M10|W 345 13.75 | +007 | HNEXFE RESXIT -~ox
56 —11 1439 — 1434 1433 — 14.26 143 — 1419 s —16 18 - 1796 1795 — 17.89 17.92 - 17.82 1428 | _62 | — Yo (14 | o007 Bk FEN T ERENE
Z‘ -10 1741 - 17.35 1734 - 17.27 1731 - 172 Vs —14 21.03 - 2098 2098 - 2091 2094 - 2084 1587 | B | — 7hs | 1555 | 4007 42x23%B16.75 8%
8 — 204 - 2034 2034 - 2026 203 - 2017 1-12 2401 - 2396 2395 - 2387 2391 - 238 TR " RN T EEE T T, i X
—_ 8 2335 — 2329 2328 — 232 2324 - 2311 Wa—12 27,19 - 2733 2712 — 27.05 27.08 — 2697 17 82 |84 [MI0 M12 | M12|W g Wa 1675 |+ | g i 3 gmuf&?&gﬁggggﬁj BIRRRIARRR )
11/3 —.77 2624 — 2617 2616 — 2607 2612 - 2598 Wa —12 30.36 - 303 3029 - 3021 3025 - 30.14 19 | _Bs| — LA 18.75 | +0ost . il A5 - 5450 16HRC
Wa— 7 2941 — 2934 2933 — 2924 2978 — 29.14 1% —12 33.53 - 3347 3346 - 3338 3342 - 333 19 |85 | -85 |MI2 M4 18,67 anes 4';2’;@9?_&2 ,
1¥% - 6 322 - 3213 3212 - 3202 3207 - 3191 I A=e 367 - 3664 36.63 - 3655 36.59 - 3647 1905 | _B3s | — 1y (187 | +ooss (FRREREREROSCHFERR) - 2
2063 | B3 | — Y | 2027 | +0084 5. EMBIMEIER o SERIE
21 |- E M12 M14 w1, 20.67 | +0084 1.Tii .
W SRIARAL (R JISEIE) W R EESIE AL i b il iniuiins oo it
Whitworth Screw Threads{acc to Previous JIS) & Unit : mm Pipe Threads B Unit : mm = —033 | — 024 v i S : - " Outer Diameter D x Height L
+0.084
RIS PE PT £ e = LSl et Lt S .- A ) — i Width across flats of bolts and tolerances
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