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EMUGE ) Punch Tap AR & [ 471 il 22 4 5 I 22 4 RS0 The EMUGE PunchTap technology constitutes besides tapping,cold-forming

. I . . . of threads and thread milling another technology for internal thread production.
TIZHh L — 0 ] SomTHEA T H )i o : . . . .
Oh R OB MIREOIN T A . T IL0IE1E Thanks to its innovative, very short motion process, it establishes an entirely

e s s f2 A = A B T — AN R . new dimension of productivity,
EMUGE[T] PunchTap 224 5 4% Gu 1) ) 1) 224 5% 34 55 5 22 A comparison between the tool path of the EMUGE PunchTap with the tool
HELE N T4 E st b o, Ui T —4 M6, J15mm path of conventional taps or cold-forming taps shows that the path of the

PunchTap is approximately 15 times shorter for a thread M6 with thread

RS, PunchTap HIZLHEDN T 862, KL%k dopth of 15 o

NAEGIN TR+ —.

‘ ) The result is a significant time savings of up to 75% in a
HERM R AE—MELN LA AT & 75%/83 8] threading cycle.
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Punch Tap
M B Y El
Punch (Plunge) Thread-forming Retraction
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Motion process
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Conventional taps or cold-forming taps
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Entering workpiece = Threading operation Retraction

&G 1V I 22 HERN BT i 224
Conventional taps or cold-forming taps

Punch Tap- &5 #% 1%
Punch Tap — the shortest way
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Tool path
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Conventional taps or cold-forming taps

Punch Tap-# 45 4%
PunchTap - the shortest way
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EMUGE PunchTap RER 7 5 ARSI Tt 72 The EMUGE PunchTap achieves a time saving

fﬁ EN A Ao ], X eEE T ER of up to 75% in a threading cycle thanks to its
S 2 SR eEN shorter tool paths.
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SR AL R e 1A
Reinforced punch tooth

FESERRIN TARSC 1, TSR ) T 1A

eS| %

Production of the helical groove and material guidance

prior to actual threading

BRALEL Sy

Threaded part

R LT T AR F) 1A T AT DA AR
U T 581k

The special geometry of the teeth
produces the thread in one step

prid
Marking

N RKs T BB IR IER A E b, i

ERRRR

For assembly of the tool with the tool holder in

the correct position, fits the inclined clamping
flat

BE /N
Coolant / lubricant
YA B (IKZ) AN g 3 (MAL)

Internal coolant supply (IKZ) and
minimum quantity lubrication (MQL) possible
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SERAL AR S A

Reinforced precision shank

T (B B A R R e L R A
For optimum run-out accuracy and high
torque transmission

i B AR R
Square and inclined clamping flat
T EL R R4 RO T e Bt

Pull-out protection and antirotation lock of the

tool

Punch Tap JJ#%

PunchTapHolder

il — MR VERFIARHIR R, S miRmE, 1
KIS TR T 1) BB s L

T REETINNE (GiNAE)

o IS AEAR [e) R E oz T s SR T A 8 B i A P P
KSR TURET PR E LA, A AR T /

e The force-locked rigid clamping via a cylindrical ER collet enables
a high torque, an increased clamping force as well as an excellent
run-out accuracy

e Square integrated in holder (narrowed tolerances)

e Clamping screw positioned radially on inclined clamping flat
serves as pull-out protection

e | ength adjustment screws, configurable for
emulsion / oil / minimum quantity lubrication (MQL)
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FHREREA
Cold-forming

technolog

DIRIBA

Cutting technology

Iz Hrez RS R IRAt U e I
Process Tapping Thread milling Cold-forming of ~ Punch Tap
thread Helical thread-forming
Punch Tap
BUELLEH — e ==
Grain structure g—% ﬁ ﬁ
LI RFAE
Visual
characteristics
of threads
FtE o UJEI LAk 5 2 o RSN SR 45 1) DS S LRy 1]
Properties o g Ak T {444} ofigi{k T {4441
o 15 T 1] Ff4 o 15 THAT W1
o (RN el
o8 TE A R
e Cutting of workpiece material fibres e Continuous fibre structure e Continuous fibre structure
e Work hardened workpiece material e Work hardened workpiece material
e Unformed core e Unformed core
e Helical grooves
e Cold-forming completed with half a turn
gt o 1% B 7 3% 55 o 5 i (R R o BRI 22 HE BT
Consequences o <l {1y i /3 40 Aii ORI ZHRZAER)
o F i % FEAG
e Stress limit is reduced e Higher strength e Strength comparable to cold-forming
e Unfavorable distribution of stress of threads (source: TU Dortmund)
e Contact area ratio is reduced
BRI o G o BRI [ [ 4
Special feature ¢ None ¢ None © Groove in thread
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fffPunch Tap HARM AT R T L E%4M, M The possibility of using the PunchTap depends on the process conditions and
A0 [ ELAAR A T T R 5E o is determined in each individual case.

B =MORFEIN TS AT e 4%, RIEsehrom L L al Three different process versions are available which can be additionally
EE modified depending on the preconditions.
TEZ R
Process variants
Performance PT1.0 Medium PT1.5 Soft PT2.0
TRER ftiid T BRI B
Description of cycle PN Tl fE RE =458 B TS BE i Tid R ARSI TP 3R,
(CGNIUETA A R S EV SRBUN TR IR AT,
, , TR R F IR
Fastest process in only 3 steps Process with less tensile forces 22
thanks to additional process step Process with less tensile forces
“pressure deburring” for demanding materials thanks to
additional process steps “pressure
deburring” and postforming of threads
I 1] F
Time savings 75% 1) 72% 1) 65%
TAERr R RORE 1 . e o
Required stability of i PRI PRI
workpiece High Medium to high Medium to high
HUR S8 (RO LRiE Fi A /7 F%4K90%2) Fi A 77 BEAK90% 2)
Machine load ) ) i
High tensile load Tensile forces reduced by up to 90% 2 Tensile forces reduced by up to 90% 2
I T A ”
Machining of o) AR & A R AL R
workpiece Regular Regular Suitable for demanding
tough materials
TARE
Clamping of workpiece Ik H I # fa F ]

Very stable Very stable Stable

1) SRRSO A
Compared with synchronous thread-forming

2 5Performance PT1.0id F A kL
Compared with process “Performance PT1.0”

Numerous manufacturers of machine tools already support the control
unit of the PunchTap process.

Punch Tap AR (F i e, VF 2 ALK 27 (1 R 4 A

C&n LICF .
e e - .~ We look forward to supporting your initial set-up and the application
RAVR T EAE AR B SR X ] A of the o0ls pporingy P P
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60°
M ISOZ I FHRSLDINT3 ii
ISO Metric coarse thread DIN 13 1 TR
N . J
D
® | e
é/
n
I3 3
h
N2 - Tolerance BHX BHX
. ¥:J5% - Coating TIN-T26 TIN-T26
Technical information JIEFHEL - Cutting material HSSE-PM HSSE-PM
yvv E/1521 F/1-1,51
& E/0/M E/0/M
max. 3 x dy
WREUR AL LY i
Thread depth and hole type ||
N FRYE -1 )
Application — material N G N e
PunchTap Punch Tap
Form E-IKZ Form F-IKZ
0 dy p Pp3d Vel 2) TIN-T26 TIN-T26
mm mm mm l4 lo I3 g dp O -
M 3 0,5 16 110 10 21 8 6,2 2,8 () o
4 0,7 22,4 120 13 26 8 6,2 3,7 ) e]
5 0,8 28 120 16 35 8 6,2 4,65 ) o
6 1 31,5 120 20 37 8 6,2 5,55 ) e]
7 1 38 130 23 39 12 9 6,55 () o
8 1,25 45 135 26 46 12 9 7,35 0] o
10 1,5 56 145 33 58 12 9 9,35 @) 0
DR RBAL, ST TR AR A ALK et GRS, FRERR TS AR HE SRt
Punch tooth area, consists of an undercut similar to a chamfer Further designs (e.g. fi ne threads, special dimensions, etc.) upon request

2RAL EARER N A A
Preparatory diameter may vary depending on material
Y NBREURTLET, S NALIRIF) e F FEPD B IR AL ELARALANE e f v i

The helical pitch Pp to be entered into the machine control unit arises from thread diameter dy and helix angle y
A1 /1 Coolant-lubricants:

E= F b/ Emulsion

WA UL, THRAR ZERFEIRIERE B (KZN) 0= 7ii/ i
Internal coolant supply exiting in the flutes (KZN) upon request M = f & / MQL

P Y -4 R ML= 451 MBS
Applications — material Material examples Material numbers

HEER Non-ferrous materials

EERa Aluminium alloys
1.1 <200 N/mm2 EN AW-AIMn1 EN AW-3103

N 12 | BEEE Wrought aluminium alloys < 350 N/mm2 EN AW-AIMgSi EN AW-6060

1.3 < 550 N/mm2 EN AW-AIZn5Mg3Cu EN AW-7022
14 Si< 7% EN AC-AIMg5 EN AC-51300
15 |%HEE4 Aluminium cast alloys 7% < Si<12% EN AC-AISi9Cu3 EN AC-46500
1.6 12% <Si<17% GD-AISi17Cu4FeMg

o= WYY, A ) AR GERA - Available on short notice, price upon inquiry 9
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PT Synchro
DIN 69893 A

IKZ i MMS 6%0
MaL
e Pmax Pmax
TR DINGIB7 3 A At Jr 7L 100bar Bbar
With bore for data chip according to DIN69873 (1400psi) (85psi)
(]
E— -
=S =
| H } L L _th o | f*’ mERN Ei
3 N E\ i o | I
& P | J_E I ‘i-“ S [ &
= } | ‘ L | = J—W - \ R =
I . [ T J[ 4" )/
I =
e —
L y
E
Ly Ly
A l _& )
Type 0 Dy \in 9Dy 9D 0 D3 Ly Lo Ls G min. max.
HSK-A50 40 34 119 25 B M16 x 1 68 71 °
PT Synchro 8 8 ER 20 H'-%/OERC HSK-AB3 40 34 121 32 5 M18 x 1 68 71 °
HSK-A100 40 34 127,5 50 & M24 x1,5 68 71 °
HSK-A50 42 42 128 25 5 M16 x 1 76 79 L)
PTSynchro12 | 12 | ER25 Hi'%/E)ERC HSK-AB3 | 43 2 129 3 5 Mi8x1 76 9 (=
HSK-A100 43 42 137 50 5 M24 x1,5 76 79 o
1) RFFKEE B8 2 vt ] AR SR f 0
Clamping depths E Further designs upon request
SETRINS, LA A P P B A B
Clamping nut for sealing disks and length adjustment screw is included in the delivery
FLIHIEMOL 2R 45 50U E MQL R 5 AT R 2R Sl
For 1-channel MQL system or 2-channel MQL system upon request
BfF
Accessories
===l G JERKLY
= =1 Collets type ER
—
24 B DS/ERFE Y
Sealing disks type DS/ER
AT BRI T (DOE T A J i 85 —IKZ)
Coolant tubes and wrenches (only for design with internal coolant supply — IKZ2)
== R T TORCO-FIX
= = Torque wrenches TORCO-FIX
10 o= E{{ IR, S %I 5L Stock tool, see price list

o= Wi, Wk E PSR AER A - Available on short notice, price upon inquiry
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PT Synchro
DIN 69871 AD

i

—_—
Pmax
AR45DINGO873 i A Hcti 5 fi 9L 100bar
With bore for data chip according to DIN 69873 (1400psi)

B ——
%9 —
SK DIN 69871 Eg
S | I

_ = | s CEVA L)
Form AD 11 f hi -
- — =
\ = (%
Lg
Lo Ly
Type 0Dy i SK ) ¢ D3 Ly Lo Lg G min. max.
' SK40AD 40 34 85 68,4 5 M16 68 71 ¢}
PT Synchro 8 8 ER 20 H"%/OERC
SK'50 AD 40 34 85 101,75 5 M24 68 71 )
' SK40AD 43 42 88 68,4 5 M16 76 79 ¢}
PTSynchro12 | 12 ER25 H"%ERC
SK50AD 43 42 88 101,75 5 M24 76 79 ¢}

1) RIFEE B2 BT AT AR A R A
Clamping depths E Further designs upon request
SELRI, ALE T P R A R R B
Clamping nut for sealing disks and length adjustment screw is included in the delivery

BrfE
Accessories
T2 JEERZEHY
171 Collets type ER
24} FEIDS/ERZE Y
Sealing disks type DS/ER
— $146 4% F-TORCO-FIX
= = Torque wrenches TORCO-FIX

o= JiifFTJH, B4k 5. - Stock tool, see price list EvUuGE [IEE

o= WM, Wk E PSR A - Available on short notice, price upon inquiry



EMUEE PunchTap JJ4% - Punch Tap Holders
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PT Synchro
ASME B5.50 UNC

1Kz i
Pmax
IREDINGOBTS 4 KClFits AL ft
With bore for data chip according to DIN 69873
E
SK ASME B5.50 UNC | 9 E_g
H S | _— j—”q‘::)} C:'.ji
T e
. ZT7 1 1S
\ ] ‘~~(r==\”
HJ_“J Ly
Lo Ly
Type 0Dy kL SK oD ¢ D3 Ly Lo Lg G min. max.
) CAT40 40 34 85 68,25 5 5/8-11 68 71 )
PT Synchro 8 8 | ER20 H"%/OERC
' CAT40 43 42 88 68,25 5 5/8-11 76 79 )
PTSynchro12 | 12 ER 25 H"%/E)ERC
1) JekbK B 2 Wk T R R SR
Clamping depths E Further designs upon request

ACTRIS, A A S R P B R R
Clamping nut for sealing disks and length adjustment screw is included in the delivery

A

Accessories

p— ﬂa T JCERE B

w
— Collets type ER

35 FEIDS/ERZS 1Y
Sealing disks type DS/ER

——— HIH4 FTORCO-FIX
= ' Torque wrenches TORCO-FIX

==

o= {7 JIE, ZHAN &I - Stock tool, see price list
o= g IHY, R KR ) PO ER AR AN - Available on short notice, price upon inquiry



PunchTap JJ##% - Punch Tap Holders
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PT Synchro
JIS B 6339
(MAS 403 BT)

i

—

Pmax
100bar
(1400psi)

=

BT JIS B 6339 %MAS 403 B? —?/%
. = 4’_:_ —— j—”(l:‘:)—f gl
| — L u iz { i S
o ==k,:
= i)Y
Ly
Lo L4
||
Typ A . =)
Type 0Dy i SK ) ¢ D3 Ly Lo Lg G min. max.
) BT30 40 34 88,5 48,4 ) M12 71,52 °
PT Synchro 8 8 ER 20 H"%/OERC
BT40 40 34 93,5 65,4 5 M16 68 71 °
' BT30 43 42 92 48,4 5 M12 802 )
PT Synchro12 | 12 ER 25 H"%gERC
BT40 43 42 97 65,4 5 M16 76 79 =
Vv
1) RFFRILE T2 BT TR SR e ik
Clamping depths E Further designs upon request

2 WA KR

Without length adjustment screw

ATTRIN, LB T A L B SR R B
Clamping nut for sealing disks and length adjustment screw is included in the delivery

Bt

Accessories

| fIRERHR
1:' Collets type ER

35 FEIDS/ERZS 1Y
Sealing disks type DS/ER

== _ %R FTORCO-FIX
- : Torque wrenches TORCO-FIX

o= iEff JIE, ZHANHEIE . - Stock tool, see price list
o= WM, Wk E PSR4 - Available on short notice, price upon inquiry
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BRACTERE/ IEFL (AR
X)), ATk

60°

P
ISO 2> il ¥ 7 A4 DIN13 56%
ISO Metric coarse thread DIN 13

R ST TDIN IS0 1502 FrE
Gauge dimensions acc. DIN ISO 1502

| k]n-.\L

Thread plug gauges go/no-go
for inspection of the pitch diameter

5% - Tolerance 6H
G-GR-LD
0 d P
mm mm
M 8 0,5 °
4 0,7 ®
B 0,8 [)
6 1 °
7 1 [)
8 1,25 °
10 1,5 ®

AT A28 ALY/ 1k
WA, T AN R

T H R8s
For cold- formed threads

IS0 il L 4~ % 5 DIN13
ISO Metric coarse thread DIN 13

R ST HATDIN IS0 1502 FrifE
Gauge dimensions acc. DIN ISO 1502

Smooth plug gauges go/no-go for thread holes
for inspection of the minor diameter

HIAEDIN 13-50, i FMRLUH 28 24 72 6H,
PHE/INE A 22 4TH
According to DIN 13-50, in a cold-formed thread

the tolerance for the pitch diameter is 6H, for the
minor diameter of the internal thread it is 7H.

/A2 - Tolerance _7H )
ATHIREL PRSI Glatt-GR-LD

Metric threads Minor dia. of the internal thread
min. max.

M 3 2,459 2,639 °

4 3,242 3,466 °

5 4,134 4,384 L

6 4,917 5,217 )

7 5917 6,217 °

8 6,647 6,982 )

10 8,376 8,751 [

==

o= E{{ IR, SN H%iE 5 - Stock tool, see price list



. Y - Application

PunchTaplRguii Rig AR T 2. fE—24Tk, Wiyk%E, i
FEEHIHEAR, S3), FeRAREINEEATIE, PunchTapi %
UM TINEF R T 8o LI#H 4o,

PunchTap: 2 i Ji] T84 & AR & & AN L. &
HT A OERMAARE RN R

Punch-Tap[f] ™. FH {8

TR 5
AL A
A
BUAAERAR
oAt
BT
L

Jie il K
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If interested, please contact us.

HZ{5 S, 1§27 www.punchtap.com

For more information, see www.punchtap.com

EMUGE

WGIPurnchr 750

The PunchTap thread technology is usable in many applications. In numerous
industries such as automotive, temperature control technology, pneumatics,
housing and plant engineering, the internal threading technology Punch Tap
has opened up new time saving potentials.

PunchTap is mainly used for machining aluminium cast alloys and
aluminium wrought alloys. It can be used as well for non-ferrous metals
and light metals with similar ductile properties.

Sample applications for Punch Tap:

* Gearbox housing

e Cylinder head

e Crankshaft housing
* Injection pump

e Cooling element

e Cooler grills

* Head exchanger

* Pneumatic valve

e Pneumatic cylinder
e Hinge bearing

e Compressor housing
* Housing cap

e \Water pump
 Engine connecting parts

* Bedplate

e 1°



10555738

Rev. B - Printed in China

ZP10115 .CNGB

3T 082018 Kr -

BB L HRE LR G AIRAA
HH L 5 R XS S B L R R 185

1 15+86-512-62860560 . % EL+86-512-62860561
China@emuge-franken.com.cn  www.emuge-franken.cn

EMUGE-FRANKEN & 421, 17 57 % U1 www.emuge-franken.com/sales
EMUGE-FRANKEN sales partners, please see www.emuge-franken.com/sales

EMUGE-Werk Richard Glimpel GmbH & Co. KG FRANKEN GmbH & Co. KG

Fabrik fiir Prazisionswerkzeuge Fabrik fiir Prazisionswerkzeuge
& Niirnberger StraBe 96-100 & FrankenstraBe 7/9a
91207 Lauf 90607 Riickersdorf
GERMANY GERMANY
. +49 9123 186-0 . +49 911 9575-5
&= +49 9123 14313 &= +49 911 9575-327

& info@emuge-franken.com @ www.emuge-franken.com





