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New generation VA-taps (M, MF, G)

–	 special tap geometry for optimal chip form
–	 low-friction chip evacuation
–	 universal application for economical manufacturing
–	 effective wear protection and longer tool life  

thanks to improved coating

GUHRING - YOUR WORLD-WIDE PARTNERGUHRING - YOUR WORLD-WIDE PARTNER

now NEW with

SIRIUS-coating
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Economical and reliable thread production
with taps from Guhring 

•	 Wide application range:

	   - stainless steel (martensitic/austenitic)

	   - steel materials max. 1300 N/m2

	   - copper aluminium alloys and aluminium cast alloys

•	 Through hole taps M, MF and G

•	 Thanks to the special geometry chips are evacuated  

with improved control

Because various materials display different machining characteristics due to their 
composition it was considered necessary to research, develop and adapt the tap 
geometry and the coating of our VA-tap range.

Guhring has succeeded in compiling a new VA-tap range that suits a wide spectrum  
of materials that can be machined.
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Taps are exposed to high loading on the thread flanks during their application – to counteract 
this not only is a mechanically very resilient coating required but also one that displays a low 
frictional value. Combined with a smooth surface a very low chemical interaction with the chip 
material is a pre-requisite.

The Sirius coating material-combination of the mechanically high load tolerance TiAlN and the 
extremely chemically stable Zircon nitride offer the best pre-requisites with which a very broad 
spectrum of materials can be machined.

SIRIUS-coating
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Through hole taps

Guhring no. Tool Thread type Dimension Tolerance Standard Type Form Tool material Surface finish Page

4218 M M2-M30 6HX DIN 
371/376

UNI
N B HSS-E 5

4219 MF M6x0.75
-M24x1.5 6HX DIN  

374
UNI
N B HSS-E 6

4220 G G1/16
-G1

DIN ISO 
228

DIN 
5156

UNI
N B HSS-E 7

Program overview

Application table
Guhring no.

4218 4219 4220

ISO Material group vc / m/min vc / m/min vc / m/min

P

Common structural steels

20 20 20
Free-cutting steels
Unalloyed case hardened steels
Unalloyed heat-treatable steels
Alloyed case hardened steels

18 18 18Alloyed heat-treatable steels
Alloyed tool steels

M

Stainless and acid-resistant steels

10 to 12 10 to 12 10 to 12
Steels, sulphured

austenitic
martensitic

K
Grey cast iron, cast iron

25 25 25
Spher. graph. iron mall. cast iron

N

Non-ferrous metals:

30 30 30
Aluminium and other
non-ferrous metals, copper alloys
Plastics

S Special alloys and titanium 2 to 3 2 to 3 2 to 3
H Hardened steel (45HRC – 66HRC) x x x
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Guhring no. 4218

Standard DIN 2184-1

Through hole Standard DIN 371 / DIN 376

Tool material HSS-E

Surface finish

Type N

Form B

Cutting direction right-hand

Tolerance on diameter 6HX

Discount group 103

d1 P d2 SW dk l1 l2
Availability

mm mm mm mm mm

M2 0.40 2.800 2.10 1.600 45.00 8.00 •

M2.5 0.45 2.800 2.10 2.050 50.00 9.00 •

M3 0.50 3.500 2.70 2.500 56.00 10.00 •

M4 0.70 4.500 3.40 3.300 63.00 12.00 •

M5 0.80 6.000 4.90 4.200 70.00 14.00 •

M6 1.00 6.000 4.90 5.000 80.00 16.00 •

M8 1.25 8.000 6.20 6.800 90.00 18.00 •

M10 1.50 10.000 8.00 8.500 100.00 20.00 •

M12 1.75 9.000 7.00 10.200 110.00 24.00 •

M14 2.00 11.000 9.00 12.000 110.00 26.00 •

M16 2.00 12.000 9.00 14.000 110.00 26.00 •

M18 2.50 14.000 11.00 15.500 125.00 30.00 •

M20 2.50 16.000 12.00 17.500 140.00 32.00 •

M24 3.00 18.000 14.50 21.000 160.00 36.00 •

M30 3.50 22.000 18.00 26.500 180.00 40.00 •

Taps for ISO-metric threads

Application table

ISO P M K N S H

Materials Steel Stainless steel Cast iron Aluminium Special alloys Hardened steel

Characteristics <700 <850 <1000 martensitic austenitic GG GGG short long Ti Ni >45 HRC

vc / m/min 18 to 20 10 to 12 25 30 2 to 3 x
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Taps for ISO-metric fine threads

Guhring no. 4219

Standard DIN 2184-1

Through hole Standard DIN 374

Tool material HSS-E

Surface finish

Type N

Form B

Cutting direction right-hand

Tolerance on diameter 6HX

Discount group 103

d1 x P d2 SW dk l1 l2 Code no.
Availability

mm mm mm mm mm

M6 x 0.75 4.500 3.40 5.200 80.00 13.00 6.004 •

M8 x 0.75 6.000 4.90 7.200 80.00 14.00 8.004 •

M8 x 1 6.000 4.90 7.000 90.00 18.00 8.005 •

M10 x 1 7.000 5.50 9.000 90.00 18.00 10.005 •

M10 x 1.25 7.000 5.50 8.800 100.00 20.00 10.006 •

M12 x 1 9.000 7.00 11.000 100.00 20.00 12.005 •

M12 x 1.25 9.000 7.00 10.800 100.00 20.00 12.006 •

M12 x 1.5 9.000 7.00 10.500 100.00 20.00 12.007 •

M14 x 1.5 11.000 9.00 12.500 100.00 20.00 14.007 •

M16 x 1.5 12.000 9.00 14.500 100.00 22.00 16.007 •

M18 x 1.5 14.000 11.00 16.500 110.00 25.00 18.007 •

M20 x 1.5 16.000 12.00 18.500 125.00 25.00 20.007 •

M24 x 1.5 18.000 14.50 22.500 140.00 25.00 24.007 •

Application table

ISO P M K N S H

Materials Steel Stainless steel Cast iron Aluminium Special alloys Hardened steel

Characteristics <700 <850 <1000 martensitic austenitic GG GGG short long Ti Ni >45 HRC

vc / m/min 18 to 20 10 to 12 25 30 2 to 3 x
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Taps for BSP threads

Guhring no. 4220

Standard DIN 2184-1

Through hole Standard DIN 5156

Tool material HSS-E

Surface finish

Type N

Form B

Cutting direction right-hand

Tolerance on diameter -

Discount group 103

d1 P d2 SW dk l1 l2 Code no.
Availability

G/inch mm mm mm mm

G 1/16 28.00 6.000 4.90 6.800 90.00 18.00 7.723 •

G 1/8 28.00 7.000 5.50 8.800 90.00 18.00 9.728 •

G 1/4 19.00 11.000 9.00 11.800 100.00 20.00 13.157 •

G 3/8 19.00 12.000 9.00 15.250 100.00 22.00 16.662 •

G 1/2 14.00 16.000 12.00 19.000 125.00 25.00 20.955 •

G 5/8 14.00 18.000 14.50 21.000 125.00 25.00 22.911 •

G 3/4 14.00 20.000 16.00 24.500 140.00 28.00 26.441 •

G 7/8 14.00 22.000 18.00 28.250 150.00 28.00 30.201 •

G 1 11.00 25.000 20.00 30.750 160.00 30.00 33.249 •

Application table

ISO P M K N S H

Materials Steel Stainless steel Cast iron Aluminium Special alloys Hardened steel

Characteristics <700 <850 <1000 martensitic austenitic GG GGG short long Ti Ni >45 HRC

vc / m/min 18 to 20 10 to 12 25 30 2 to 3 x
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No liability can be accepted for printing errors or technical changes of any kind.
Our Conditions of Sale and Terms of Payment apply. Available on request.

DRILLING

SPECIAL TOOLING  
SOLUTIONS

MILLING

MODULAR TOOLING  
SYSTEMS

TOOL RESTORATION SERVICE

REAMING PCDTAPPING/THREAD MILLING/
FLUTELESS TAPPING

COUNTERSINKING/ 
DE-BURRING

Guhring KG
P.O. Box 100247 • 72423 Albstadt
Herderstraße 50-54 • 72458 Albstadt

Tel. +49 74 31 17-0
Fax +49 74 31 17-21279
info@guehring.de
www.guehring.de


