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Drill & Tap Series for High Hardness Steels and Dies
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FreE (21, &=E) RUFLINT, Feli]
A RE IR AR E DRIFEE) !

Quality cutting tool solutions for all of your die/mold machining needs!

- *ZT“«BEQ*EF% Guide for Icons

n *ZE Tool Materials %ﬁ%ﬂ Surface Treatment E?éﬂ'\ﬁ?%"% Tolerance for Drill Diameter

CARBIDE g :5=% WXSIRE RTHSLERITEE
Tungsten Carbide WX Super Coating Tolerance for drill diameter.
SRR VIRE &asERD
High Grade Powder Metallurgy HSS (XPM) V (Composite Multi-layered) Coating

FRED shank BEFEF Helix Angle
SHRINK] - e (G PRI T RSk, AHERNATEIRIER
FIT Suitable for the shrink holder system. 12~20° Display helix angle of flute for drills and taps.




INDEX

_‘I%_EE}_E%M : *Eg\'ﬁﬁ }L}JDIDE\-/_J_T%Z\ Cutting Tool Selection Map

WH70-DRL p7

WH55-5D p3

DRILL

(EHERIETIED)

3 Flutes Stub with Long Neck

FHL-GDTS

FH-GDN(=7J8) Medium

FH-GDS ¢&m#) swb

TAP

WH62-OT iz specil

JIFLA

g%%%%; Sr\\\ : ADF-2D Counterbore

(Eljz2)2E

Countersink
(FIDTERLT,
Solid Carbide Leading Drill

40 50 60 (HRC)
INIT#AHHERE Hardness of Work Materials
SSHMETIEHER TERELAT, B FE20%HIENETIEIER ., When using non-water-soluble oil, reduce cutting speed by 20% of the recommended condition.

SLAEFmBES, sEARENNTRAEERRITIERS!

Along with our conventional products, these tools provide total support for your die machining needs!

Thread Mill

BRESHL BREE=H A-TAP BREEET]

Carbide Drill Mega Muscle Drills Highly Efficient Multi-Purpose Tap Thread Mill




%EE}E%W%EEE%@%E% ( ~ 5 5 H RC ) Carbide Drill for High Hardness Steel (up to 55HRC)

WH55-5D

——§ @.N . -
R FA—— | S,
RAA#7) £
R thinning
L
EROEE
12~20 4 FIT gfz:mm Unitmm
mRe ‘ Pl s | 2k | w2 | B BRS ‘ Il it | ek | R | EE
EDP No. Dc 2 L Ds Stock EDP No Dc 2 L Ds Stock
3312200 2 18 68 3312700 7 56 102
3312250 2.5 23 73 4 3312750 7.5 60 8
3312280 2.8 27 3312780 7.8 64 118
3312300 3 29 3312800 8
3312330 3.3 32 3312850 8.5 68
3312350 3.5 78 3312870 8.7 70 128
3312380 3.8 36 3312880 8.8 72
3312400 4 3312900 9 10
3312420 4.2 38 B 3312950 9.5 76 B
3312450 4.5 41 88 6 3312980 9.8 80 136
3312480 4.8 45 3313000 10
3312500 5 3313030 10.3 84
3312510 5.1 42 3313050 10.5 146
3312550 5.5 44 92 3313080 10.8 88
3312580 5.8 48 3313100 11 12
3312600 6 3313150 11.5 92
3312650 6.5 52 102 3 3313180 11.8 % 156
3312680 6.8 56 3313200 12
@ IFTIHIEESEP.1, @ See p. 1 for explanation of marks. B= AR B=Standard stock item
FEEESESTEWAR, JRAUREONE - K8 RS
Please contact our sales staff for more information. Custom order with specific requests on diameter, length and accuracy is accepted.
t)] \ﬁlu ,—%1455;&% Cutting Conditions
TR - VAN - TR DAC55. DH31S. SKD61, SKD11. STAVAX%
; SKD61 (FEAER)
Special Alloy Stee\;@l&r(:(iﬁggﬁj;gﬁ\esa)Prehardened Steels 45 SOH Rc 50 55H RC
40~45HRC
THiEE 30~50m/min 20~30m/min 20~30m/min
EIXES 4R BHEE SR BHEE =9E HEE
Drill Dia. Speed Feed Rate Speed Feed Rate Speed Feed Rate
((alap)] (min-1) (mm/rev) (min-1) (mm/rev) (min-1) (mm/rev)
6,400 0.02 ~ 0.04 4,000 0.02 ~ 0.04 4,000 0.02 ~ 0.04
4,200 0.03 ~ 0.06 2,700 0.03 ~ 0.06 2,700 0.03 ~ 0.06
3,200 0.04 ~ 0.08 2,000 0.04 ~ 0.08 2,000 0.04 ~ 0.08
2,500 0.05 ~ 0.1 1,600 0.05 ~ 0.1 1,600 0.05 ~ 0.1
2,100 0.06 ~ 0.12 1,300 0.06 ~ 0.12 1,300 0.06 ~ 0.12
1,600 0.08 ~ 0.16 1,000 0.08 ~ 0.16 1,000 0.08 ~ 0.16
1,300 0.1 ~0.2 800 0.1 ~0.2 800 0.1 ~0.2
1,100 0.12 ~ 0.24 700 0.12 ~ 0.24 700 0.12 ~0.24
1B S EMRER T ERISEIN T, 1. The indicated speeds and feeds are for water-soluble oil.
2. 15 {EFAFmRE20F LA RO R IA LI EH, 2. Suitable cutting fluid is water-soluble high density oil (less than 20 times dilution).
3.5 A ME D B I 8 KGR YD B R F B RS REBid 20 3. When using non-water-soluble oil or water-soluble oil (over 20 times dilution),

RS, HIEEE FB30%,

AZESREEE, BERTIR, TSRk,
FHSRMBEEIHILE. 02mm LIT.,

s THRFEBRBITER, TR,

reduce cutting speed by 30%.
4. When inserting a drill into the machine, use a collet that does not have any scratches or
dust located within internal bore. Also, reduce deflection of drill to less than 0.02mm.
5. Fasten the work material to reduce the possibility of work deformation, deflection of
machined surface, or vibration.




B £tXIDACS SR AT TISRE.

— g
%ﬁ(&’—_?—‘ﬂnll Stable machining on DAC55 even high performance.

BHIR WH55-5D ¢5.1 | HAEFE @51
ool Conventional
InTazet

Work Material DAC55(48HRC)
YIHERE 30m/min 18m/min
Cutting Speed (1,872min") (1,123min™")
AR 131Tmm/min 74mm/min
Feed Rate (0.07mm/rev) (0.06mm/rev)
FLiR 15mm (2.9DE7)

Depth of Hole Blind
P BHEEIHR TR (SNEBALH)
Coolant Water-Soluble Chlorine-Free (External)
(SRR SZRINITHL (BT30)
Machine Vertical Machining Center

HDI}L%I Number of Holes

1 90 2?0 390 400 500

ATRERINT
Still Running

WH55-5D

WP,

Conventional

iR

Breakage

WHS55-5DRTFREMT, BPfEANT400FL, JTIRWRIURMG, MET4EnT. LAE
FERINIAZ200FLF7 ELKIFR.

WH55-5D showed a stable drilling, no damage after 400 holes. Conventional tool showed a big
damage and less than 200 holes tool life.

. STAVAX mﬂ%xﬁétﬁ%ﬁb []I A stable and a long tool life against STAVAX.

FRATE

Tool WH55-5D ¢5.1
InTHzkt

Work Material STAVAX (52HRC)
IEEE : -
Cutting Sxpeed 17.5m/min (1,092min"")
gﬁ%{% 76mm/min (0.07mm/rev)
(EXTS

S'Zp = 3mm (0.6D)

LR 15mm (2.9D57L)

Depth of Hole Blind
IR KBTI T8 (ShERtM)
Coolant Water-Soluble Chlorine-Free (External)
{EFEALRE SZHINTHG (BT30)
Machine Vertical Machining Center

IJDI_?(L;SZ Number of Holes
100 290 390 490

|
WH55-5D 3327, Holes AT
Still Running
=R 29031, Holes s
Conventional Chipping

WH55-5D N300 7UfE, $hkigEintn, ST, SRESRARINER

By
o

WH55-5D shows no damage and capable continued operation after 300 holes. Please see
above for the difference of wear.

. X&BDIVH&I—D H 3 1 SE"J %ZHEBDI Stable operation on difficult to machine DH31S.

FRATE

Tool WH55-5D ¢8.5
Tt

Work Material DH31s (53HRC)
IBERE : -
Cutting Speed 30m/min (1,123min"")
Eﬁ%{? 191mm/min (0.17mm/rev)
R 25mm (2.9Di&7)

Depth of Hole Through
IR IKAMELIELES TS (ShEREEH)
Coolant Water-Soluble Chlorine-Free (External)
(SR SR INTHL (BT40)
Machine Vertical Machining Center

W Mtk
Durability Performance

B NT100fLE

After Drilling 100 Holes

Booal
% :

Cutting Edge Wear

0.00 + - - - - i

0 20 40 60 80 100 120
INTFLEL Number of Holes

EXIEINTAARIDH31S SIT1007L/E, 3k ERBHNER. TXIR, RBEMHRF.

After 100 holes, minor wear against tough DH31S. No chipping and excellent stableness.

&




%—E§§$Wﬁﬁﬁ§ﬁé§ |j\:| ;é\iﬂﬂ}bﬁjj% ( ~ 5 5 H RC ) Carbide Drill with Oil Hole for High Hardness Steel (up to 55HRC)

WHO55-5D

—— &

CRDS6E
2 G

ARs ‘ Il =< | ok | 72 | B
EDP No. Dc 2 L Ds Stock
3316330 3.3

3316340 34 32

3316349 3.49

3316350 3.5

3316360 3.6 34 78

3316370 3.7

3316380 3.8

3316390 3.9 36

3316400 4

3316410 4.1

3316415 4.15 38

3316420 4.2

3316430 4.3

3316440 4.4 41 6 B
3316450 4.5 88

3316460 4.6 43

3316470 4.7

3316480 4.8

3316490 4.9 45

3316500 5

3316510 5.1 42

3316520 5.2

3316530 5.3

3316540 5.4 44 92

3316550 5.5

3316556 5.56 46

3316560 5.6

® iNTIHBHESEP.1

® See p. 1 for explanation of marks.

ﬁ!n?‘ - F -1 g
RAAAZT] L
R thinning
L
B :mm  Unit:mm
BEs ‘ sz G
EDP No Dc 2 L Ds Stock
3316570 5.7 46
3316580 5.8 92 6
3316590 5.9 48
3316600 6
3316650 6.5 52
3316680 6.8 56 102
3316700 7 8
3316750 7.5 60
3316780 7.8 64 118
3316800 8
3316850 8.5 68
3316858 8.58 70
3316870 8.7 128
3316880 8.8 77 B
3316900 9 10
3316950 9.5 76
3316980 9.8 136
3316997 9.97 | 80
3317000 10
3317030 10.3 84
3317050 10.5 146
3317080 10.8 88
3317100 11 12
3317150 11.5 92
3317156 11.56 | 94 156
3317180 11.8 9%
3317200 12

B=#RtEEEFR B=Standard stock item

B

SRIESHEWAR,

Please contact our sales staff for more information.

REAREIMZ - KE - BBERHRR

Custom order with specific requests on diameter, length and accuracy is accepted.

t)J %’U %14:%;&% Cutting Conditions

%ﬁﬁiﬂDéﬁﬁﬁ% ﬁ)@‘fm DAC55, DH31S, SKD61. SKD11, STAVAXZ
Special Alloy Stee\sskD}-Iarc(lened Steg\s:)\Prehardened Steels
T 45~50HRC 50~55HRC
40~45HRC
30~50m/min 20~30m/min 20~30m/min
250 HEE 250 HEE B pricizy==s
Drill Dia. Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min-1) (mm/rev) (min-1) (mm/rev) (min-1) (mm/rev)
3,900 0.03 ~ 0.07 2,400 0.03 ~ 0.07 2,400 0.03 ~ 0.07
3,200 0.04 ~ 0.08 2,000 0.04 ~ 0.08 2,000 0.04 ~ 0.08
2,500 0.05 ~ 0.1 1,600 0.05 ~ 0.1 1,600 0.05 ~ 0.1
2,100 0.06 ~ 0.12 1,300 0.06 ~0.12 1,300 0.06 ~0.12
1,600 0.08 ~ 0.16 1,000 0.08 ~0.16 1,000 0.08 ~ 0.16
10 1,300 0.1 ~0.2 800 0.1 ~0.2 800 0.1 ~0.2
12 1,100 0.12 ~ 0.24 700 0.12 ~0.24 700 0.12 ~0.24

1. LIRS B ERIE TR ER S AN T,

2. iEEAERE20fE LA N RYABUKA IR,

3. (ERMMEERFIEKE DR E IR EZBT 20050, TIRLE
EiETYE30%.

4. FSRERRY, BERLRG, THSAsBREIL,
FEEmBEHEEIEC.02mmLLT,

5. THREFIREIFTER,, FiRal.

6. ISHEEEMITIR, FItMREEESLRTIEN

1. The indicated speeds and feeds are for water-soluble oil.

2. Suitable cutting fluid is water-soluble high density oil (less than 20 times dilution).

3. When using non-water-soluble oil or water-soluble oil (over 20 times dilution), reduce
cutting speed by 30%.

4.When inserting a drill into the machine, use a collet that does not have any scratches or
dust located within internal bore. Also, reduce deflection of drill to less than 0.02mm.

5. Fasten the work material to reduce the possibility of work deformation, deflection of
machined surface, or vibration.

6. A clogged oil hole can lead to a breakage. Make sure that a filter is attached to the oil feeder.

s




] ﬁ’g’_ﬂiﬁ’\]ﬂﬁﬂ‘ﬁ'ﬁ Outstanding durability

BHIR WHO55-5D 8.5

ool

InTazet

Work Material DH31S (53HRC)
PR ; .
Cutting ;;eed 30m/min (1,123min™")
E;ﬁlzjgatj 191mm/min (0.17mm/rev)
FLiR 24.5mm (2.9D57L)
Depth of Hole Blind
P AGBHEEHR TR (RERRLH)
Coolant Water-Soluble Chlorine-Free (Internal)
{SEFRHA SZENT A (BT40)
Machine Vertical Machining Center

.BDIBOO}L}I_:I__ After Drilling 300 Holes

WHO55-5D Hfh/AEF"f  Competitor

l%ﬁ%ﬂ’gﬁ% Wear Changes
L3313 T Y————S—S————————MS—MYWMY\Y\\M\M\MMM—S——P

005b
008 Lo e s
003 Lo e
002

— WHO55-5D £13%, #5234
001 L. L No.1 No2 | .

— B REFR 132, 523

Competitor No.1, No.2

Cutting Edge Wear SIS

0 50 100 150 200 250 300 350
INIFLEL Number of Holes

B FL¥ KE5 70 Distribution of Hole Enlargement
(MM ()
0.01
0.01
0.00

0

-0.005

Oversize Margin il >

-0.01

-0.015

LA Hole Entry ‘ hft Center ‘ FLA Hole Exit L Hole Entry ‘ chgl Center ‘ FLA Hole Exit

| wwosssp_____| S oo

Hib AR R, $—3ZLINI3005,, ERAREERILEK. MWHO55-5D AATLASSISEMARIINT.
INTFLAST KENZWELL, BEfttATNF=mR, L KEEFMEARESE, (BRWHOS5-5D AT KEEHER/IVEE.,

The first trial by the competitor tool drilled 300 holes with large variances in cutting wear. The WHO55-5D, on the other hand, exhibited stable durability
throughout the trial. Moreover, the competitor tool exhibited hole enlargement tendency, while the WHO55-5D was able to suppress the amount of oversize
margin to a minimum.

. ﬁﬁ}—l’ Jgék ﬁ'fﬁﬁgtlﬁ?& Performance comparison of reground products.

WHO55-5D (3F5q - BeER) ¢85 M BIZIEAIFRR Photo of Rake Face B S7JEBYERF Photo of Flank Face

fEFATH

Tool Special Order Product- Reground
InTazkt

Work Material DH315 (53HRC)
IRLEE : .
Cutting Sxpeed 30m/min (1,123min"")
Eﬁ%{? 191mm/min (0.17mm/rev)
FLig 24.5mm (2.9DE7L)
Depth of Hole Blind
IR ABHEDREHR TS (RERH)
Coolant Water-Soluble Chlorine-Free (Internal)
{sE R SR INTHL (BT40)
Machine Vertical Machining Center

W SMNETITHHIRR A Photo of Peripheral Margin

RIERAMEMREAILINTIDH31S 800l FADHMAIR, AIEAMHS CRMENHITERE. Bt EEBREITLURES®.

It was able to machine 80 holes. There was no initial breakage and only ordinary wear was exhibited. It is possible to extend its tool life by recoating.

&




%EEE%@EHEEE%@%E% ( ~ 70 H RC ) Carbide Drill for High Hardness Steel (up to 70HRC)

WH70-DRL

120°

— s b b

XFA&ET] WHZAET] R+WHZAE7T]
X thinning W thinning R+W thinning
(Dc<24) (24=Dc<4) (Dcz4)

EROGE |
12°A FIT

BAf7:mm  Unitmm

Hms ‘ LR Bk | 2K | R | ER BES ‘ CEl ERK | 2K | R | ER
EDP No. Dc 2 L Ds Stock EDP No. Dc 2 L Ds Stock

3318200 2 12 4 3318710 7.1

3318210 2.1 3318720 7.2

3318220 2.2 13 43 3318730 7.3 45

3318230 23 3318740 7.4

3318240 24 3318750 7.5 94 3

3318250 25 14 44 3 3318760 7.6

3318260 2.6 3318770 7.7

3318270 2.7 3318780 7.8

3318280 2.8 16 46 3318790 7.9

3318290 2.9 3318800 8 50

3318300 3 3318810 8.1

3318310 3.1 3318820 8.2

3318320 3.2 18 48 3318830 8.3

3318330 33 3318840 8.4

3318340 3.4 3318850 8.5 101 9

3318350 3.5 20 50 4 3318860 8.6

3318360 3.6 3318870 8.7

3318370 37 3318880 8.8

3318380 3.8 3318890 8.9

3318390 3.9 22 52 3318900 9 57

3318400 4 3318910 9.1

3318410 4.1 25 3318920 9.2

3318420 4.2 3318930 9.3

3318430 4.3 3318940 9.4

3318440 4.4 3318950 9.5 106 10 B

3318450 4.5 28 68 5 B 3318960 9.6

3318460 4.6 3318970 9.7

3318470 4.7 3318980 9.8

3318480 4.8 3318990 9.9

3318490 4.9 3319000 10

3318500 5 32 3319010 10.1 63

3318510 5.1 3319020 10.2

3318520 5.2 3319030 10.3

3318530 5.3 3319040 104

3318540 5.4 3319050 10.5 113 11

3318550 5.5 74 6 3319060 10.6

3318560 5.6 3319070 10.7

3318570 5.7 35 3319080 10.8

3318580 5.8 3319090 10.9

3318590 5.9 3319100 11

3318600 6 3319110 11.1

3318610 6.1 3319120 11.2 71

3318620 6.2 3319130 11.3

3318630 6.3 3319140 11.4

3318640 6.4 40 3319150 11.5 120 12

3318650 6.5 83 7 3319160 11.6

3318660 6.6 3319170 11.7

3318670 6.7 3319180 11.8

3318680 6.8 3319190 11.9 76

3318690 6.9 45 3319200 12

3318700 7 B= tufEERS  B=Standard stock item

® IRICRAFIESEP.1, @ See p. 1 for explanation of marks.
BEZERIEEEWAR, RERRIME - KIE - AEEHOIEIRR

Please contact our sales staff for more information. Custom order with specific requests on diameter, length and accuracy is accepted.

o s



tD ﬁﬂ%ﬁzg)ﬁi@ Cutting Conditions

KT AR - (D) FAR IR TR - 150N - JEGRER 1. R FERRESE5 ~ 1 O R B
SKD11-SKT-SUS440 SKH - SKD11 - SKS Hilid,
Special Alloy Steels - Hardened Steels - (Martensitic)Stainless Steel High-Speed Steel - Special Alloy Steels - Hardened Steels 2. EEEEES, TR,
55~60HRC 60~70HRC 3. FURBITER3MERT, RS,
= o oS SRt by E A
10~16m/min 8 13m/min z_tt ENTHHOBSBRAML, B
I\lrZo.
2303 BHER 2303 BHER
Drill Dia. Speed Feed Rate Speed Feed Rate
(mm) (min-1) (mm/rev) (min-1) (mm/rev) 1. Use a water-soluble oil with high density
2,000 ~0.04 1,900 ~0.04 (5-10 times dilution).
- - 2. Tight clamping is critical.
: =50 GO 250 GO 3. For drilling depth > 3D, use a step feed.
4 1,000 ~0.04 950 ~0.04 4. For materials susceptible to chip
5 800 ~0.04 750 ~0.04 packing in the flute, apply a step feed.
6 670 ~0.04 630 ~0.04
8 500 ~0.04 480 ~0.04
10 400 ~0.04 380 ~0.04
12 330 ~0.04 320 ~0.04
. 6OHRC$Z*S‘I'EJ}JDIGO/|\}L 60 hole on 60HRC
%TIE WH70-DRL  ¢5.1 JINTFLEL Number of Holes
70
InTHzkt !
Work Material SKD11 (60HRC)
s - 60 |_, oles
Eﬂg?fgeed 10m/min (624min™) WH?70-DRL Lw
e 25mm/min (0.04mm/rev) PRy 207, vo
FLiR 19mm (3.7Di&7L)
Depth of Hole Through
ALl 10%FSAEIEMNER (ShERe) M INT60NFLFS After Drilling 60 Holes
Coolant Water-Soluble Chlorine-Free 10% (External)
: WH70-DRL
SR SZRINTHL (BT40)
Machine Vertical Machining Center
WH70-DRLEESLRLAEF= AT A MEREAI3 (.
WH70-DRL showed 3 times better tool life than
conventional tool.
. H{@ﬁﬂ?ﬂ%‘?ﬁ%ﬁg—fﬁ A half of wear amount against the competition
Tool WH70-DRL  ¢8 B S " e WH70-DRL
T B Q2 [ (130 No.1
Work Materia SKD11 (6OHRC) T ey
=R : . g R - e EHAFIA
Cuttil%Speed 12.6m/min (501min™) ; 004l S Eaﬁn?;tEor
TP e Hith/ 5B
gﬁ%{% 20mm/min (0.04mm/rev) = . Com;;mm
— 0 20 40 60 80 100 120 140
FLiE 24mm (3DEF.) ANTFLEL Number of Holes
Depth of Hole Blind
e 10%FSRAETHIER (FMEBEL 0 ill
CEEJ;,E?” Water—Soi%gc?\TI%r{JnéeJ-Eioje 1(8EZBgExﬂtie)rnal) . }JDI1 30 l ¥LE After Drilling 130 Holes
(SEFEAU ST (BT40) WH70-DRL
Machine Vertical Machining Center -

ERE AR AR R —.
WH70-DRLEJITZ220L

WH70-DRL showed a half amount of wear against a
competition. Completed 220 holes.

-
=
=
o
e
X
=




%EEE%M%E*%%%& (42 ~ 5 2 H RC ) Straight Fluted Tap for Hardened Steels (42~52HRC)

V-XPM-HT

Liey 8
| = ;ﬁg } @
o Q
2
£n 2k
( L
)
\ BEfz:mm  Unitmm
HES ‘ R THHK | BEinE | BE | &K B | MK | W | B85 | IRk | EERLE ER
EDP No. Thread Size Lc Grade TAP Limit L 2 £n Ds Flutes | External Center |feonmendedDiltoeDa| ~ Stock
8330255 5P
M 3 X 0.5 STD | OH3 46 11 19 4 4 O 25 D
8330256 2.5P
8330261 5P
M 4 X 0.7 STD | OH3 52 13 21 5 4 O 33 D
8330262 2.5P
8330267 5P
M 5 X 0.8 STD | OH3 60 16 24 55 4 O 4.2 D
8330268 2.5P
8330273 5P
M 6 X 1 STD | OH3 62 19 29 6 4 O 5 D
8330274 2.5P
8330285 5P
M 8 X 1.25 STD | OH3 70 22 37 6.2 5 - 6.8 D
8330286 2.5P
8330291 5P
M 8 X 1 STD | OH3 70 22 37 6.2 5 - 7 D
8330292 2.5P
8330297 5p
M10 X 1.5 STD | OH3 75 24 41 7 5 - 8.5 D
8330298 2.5P
8330303 5P
M10 X 1.25 STD | OH3 75 24 41 7 5 = 8.8 D
8330304 2.5P
8330309 5P
M10 X 1 STD | OH3 75 24 41 7 5 - 9 D
8330310 2.5P
8330315 5P
M12 X 1.75 STD | OH3 82 29 48 8.5 5 = 10.3 D
8330316 2.5P
8330321 5P
M12 X 1.5 STD | OH3 82 29 48 8.5 5 - 10.5 D
8330322 2.5P
8330327 5P
M12 X 1.25 STD | OH4 82 29 48 8.5 5 = 10.8 D
8330328 2.5P
— s D= EEfrhi MR RS D=Inventory center stock item O =Yes
O RCHBHESEP.1, ® See p. 1 for explanation of markusu.
L RBERE 2RISR ML, 1. The recommended TAP Limit corresponds to JIS class 2 internal thread standard.
2. RS EA BRI NIRSUEE., 2. TAP Limit does not guarantee thread limit for the internal thread after tapping.
3. RIS EBRY. k. KiEZS%E [FLINT - BEUNTJIE] 48 3.Refer to OSG's "Drilling and Threading Tools" general catalog for lengths of the 2k
B, and K of the square shank.

t)J ﬁﬂ%ﬁ-g)ﬁi@ Cutting Conditions

SEER (52 - EEN - TEIN &
INITApE: H?Engi[t]eel(s l(:Al\%sSEgee\sT%e ngsls, T:OE\ Stﬂfﬁ )
Work Material
42~52HRC

I IS _ .
Cﬂﬁjgﬁzj 1~3m/min
FIEH ST

Coolant Non-Water-Soluble
SEFA INTHC

Machine Machining Center




%EE}E%M%%&%Q_Q%E (4 5 ~ 5 O H RC ) Taper Pipe Thread Tap for Hardened Steels (45~50HRC)

V-XPM-TPT

£

#

©
N/
2k s

H]\géyﬁi:l% : PT (RC) Bf7:mm  Unitmm
R TEE PSS 2K Bk | EERNE 1wz &2 EEE
Thread Size TAP Limit Qc L 0 Qg Ds Flutes Stock
8313801 PT ¥ - 28 JIS2 3P 59 19 13 8 5 D
8313802 PT Ya - 19 JIS2 3P 67 28 21 11 5 D
8313803 PT 38 - 19 JIS2 3P 75 28 21 14 5 D
8313804 PT %2 - 14 JIS2 3P 87 35 25 18 5 D
8313806 PT % - 14 JIS2 3P 926 35 25 23 5 D
8313808 PT1 - 11 JIS2 3P 109 45 32 26 5 D
D= Bt ERERR D=Inventory center stock item
O IRCIHBEES %P1, ® See p. 1 for explanation of marks.

1. LSRR RIERIRSUSE.
2. ERPI7IRBRT . k. KiES%E [FLINT - BENTIIE]

REHA

tJJ ﬁﬂ%ﬁ:g)ﬁi@ Cutting Conditions

BEEN (52N - HEN - TEINS
}JHIVJ‘*SI- H';jbe%g;%gels((ﬁlgggels,*ﬁ'e Sfelgls, T% Ste%i__lls, etc})
Work Material
45~50HRC

PIHRE ~ i
Qﬂag Spfefd 1~3m/min
FIEH SRR

Coolant Non-Water-Soluble
EFRH TG

Machine Machining Center

1. TAP Limit does not guarantee thread limit for the internal thread after tapping.
2.Refer to OSG's "Drilling and Threading Tools" general catalog for lengths of the 2k
and K of the square shank.

19825, MTFISO KIS, JIS ERRSHIEHITTIEK. HPBRSIRNICSEE, BH
FIRLGBEREISETRE, FLALERLUBAHIRIES.

The JIS pipe thread standard was revised in 1982 to meet ISO standards. Although thread symbols changed, the
limits were not changed. Therefore, it is still acceptable to use taps with both new and old symbols.

Spe S N JIS B 0202-1982
(e |RicS #cS (2B 6303-1382)
Type Old Symbol New Symbol
iR RS E PR PT Re
Taper pipe threads for pressure-tight joints
R ERER PS Rp
Parallel pipe threads for pressure-tight joints
MESNFITERIZEY PE G
Parallel pipe threads for mechanical joints

puS

PAEF RN 22 #E 00 TR #ERVBIT 4 SHRCEFEE M EHE BERI (L Z RO HI B8

It exhibited outstanding cutting performance on hardened materials exceeding 45HRC, which could not be worked easily with conventional high speed steel taps.

ERIA V-XPM-TPT  PT1/4-19
nTazkt

Work Material SKD61(45HRC)
J&FL

Drill Hole Size 10.9mm
WEAKE 21mm (EEHERMVE)
Tapping Length Till Position of Gauge Diameter
Eaﬁ?ffs%zeed 2.9m/min (70min’")
LRI ST
Coolant Non-Water-Soluble
{EFEH IO
Machine Vertical Machining Center

’JDI}L%Z Number of Holes

Yt
V-XPM-TPT 1007LELE Holes R
CPM-TPT
T 2 U ol [,
Powder Metallurgy Breakage
HSS 267, Holes
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=
x
=
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%EEE%M%EEE%@E*%%%& (42 ~ 5 5 H RC) Straight Fluted Tap for Hardened Steels (42~55HRC)

WH55-0T %
SEES—. = 8. e e =
%

. Lo |

CARBIDE n

BEfz:mm  Unitmm

HES ‘ R TIHIEK BEINE | BE | @K | Bouk | @ik | W | 185 | =k | EERAR | ERE
EDP No. Thread Size Bc Grade TAP Limit L 2 2n Ds Flutes | External Center |RecommendedDilHoleDa.| ~ Stock
3901010 5P
M 3 X 0.5 STD OH3 46 11 19 4 4 O 2.5 B
3901011 2.5P
3901014 5P
M 4 X 0.7 STD OH3 52 13 21 5 4 O 3.3 B
3901015 2.5P
3901018 5P
M 5 X 0.8 STD OH3 60 16 24 5.5 4 O 4.2 B
3901019 2.5P
3901022 5P
M 6 X1 STD OH3 62 19 29 6 4 O 5 B
3901023 2.5P
3901026 5P
M 8 X 1.25 STD OH3 70 22 - 6.2 5 — 6.8 B
3901027 2.5P
3901030 5P
M10 X 1.5 STD OH3 75 24 = 7 5 — 8.5 B
3901031 2.5P
3901034 5P
M12 X 1.75 STD OH3 82 29 - 8.5 5 — 10.3 B
3901035 2.5P
e B= tmHEEEFR B=Standard stock item O =Yes
OIRCHERIESEP.1, @ See p. 1 for explanation of marks. e
1. BERE TR RIBR AR U 24 ST B, 1. The recommended TAP Limit corresponds to JIS class 2 internal thread standard.
2. LB EA B RIEIRSUEE, 2. TAP Limit does not guarantee thread limit for the internal thread after tapping.
3. EEBI A ERR Y. k. KiES%E [FLINT - B8N TA] 3.Refer to OSG's "Drilling and Threading Tools" general catalog for lengths of the 2k
AR, and K of the square shank.
BESERBESAEWAR, SEESHI AT R HWHE2-0T (JERm)
Please contact our sales staff for more information. We take orders of WH62-OT for higher hardness materials.

tJJ \ﬁlu 7%1#%)&% Cutting Conditions

| R (AR MR TERE) | 1. WHSS-OT MR SUIMbmkE LB, s,
InITAAR Hardened Steels (Alloy Steels, Die Steels, Tool Steels, etc.) . e . . e - . e
Work Material 42~50HRC 50~55HRC 2. ER/KAMEIBIERIRS, EERAEKAMEIRIER B L RASTIE®.
3. WH55-OT iR, REFHRELSF=EBES, NmSHEET.
pILElES - . - .
cﬂ% Spjeged 2~4m/min 1~3m/min 1. Make sure to select the correct cutting speed and cutting fluids. Tapping paste is
not recommended.
20 lie bl KA, SEREETIEER 2. When using a water-soluble oil, use one with the highest lubricity level.
Coolant Water-Soluble, Non-Water-Soluble 3. The WH55-OT is designed for machine use only. Tapping by hand will cause chips to
(SRR ATy get stuck between the tool and the work material, and result in chipping of the taps.
Machine Machining Center




. DAC 5 5 E/‘Ji%\fﬁbul Stable machining on DAC55

fEAIR WH55-0T M6X1 5P
ool

InTazet

Ao DAC55 (48HRC)

J=FL ¢5.1%21mm (3&7L)
Drill Hole Size Through
WLLKE 12mm (2D §7L)
Tapping Length Blind
IR : -
Cutting Speed 3m/min (159min")
PRI 10%FSUKB B
Coolant Water-Soluble Chlorine-Free 10%
(SRR THINTHL (RRPEHETEE)
Machine Vertical Synchronized Machining Center

B STAVAXtEEERaENN T !

M B ERZKEETIE !

DDI?FL%Z Number of Holes

50 1?0 1?0 2?0 2‘50 390 3?0

281 }L Holes ?’.‘]‘_?DE"\

Breakage

WH55-0T
3007l Holes

A=
(s M 207 P s
Conventional Breakage
(Powder Metallurgy HSS) 1%L Hole
H A B~ 5
ERA) 1 TR i
i B
C((zzn;r;:)ei:jlgr 17|, Hole reakage

SERLAEL2HE (MREiEN) 10 ELLENMAMSRESR! Bt T (HREE)
PERTCIENRIAIINT, BAEAZIINTIE3007L!

WH55-OT achieved more than 10 times the durability and stability versus the conventional tap
(Powder Metallurgy HSS). Moreover, WH55-OT was able to machine close to 300 holes, while

the competitor's carbide drill broke in less than 30 holes.

Stable machining on STAVAX, even with water-soluble coolant.

fEATR WH55-0T M6X1 5P
ool

InTazRt

Work Material STAVAX (52HRC)
J=FL @5.1X17.5mm (57l)
Drill Hole Size Blind
WEKE oamm (1.5D57L)
Tapping Length Blind
PIRLERE : -
Cutting Sgpeed 3m/min (159min)
P 10%FSUKIB IR
Coolant Water-Soluble Chlorine-Free 10%
(SEFEHAR THITHL (HRPEHETEE)
Machine Vertical Synchronized Machining Center

BDI?L?& Number of Holes

2?0 490 690 890 1 ,q00

9847, Holes iR

Breakage

WH55-0T

LU= )
(M FREIEN) 107, Holes iR
Conventional Breakage

(Powder Metallurgy HSS)

AR AR SN R I T & 1E 10N, WHS5-OT aILAIn T 1,0004L.
Conventional tap (Powder Metallurgy HSS) broke after 10 holes while WH55-OT has completed
almost 1,000 holes.

. HDIS 8 H RC/_\EEE{&/L\\E_I El‘J 1 51%:L\)\J: Over 15 times better tool life on 58HRC against a competition.

ERTER WH62-0OT (3FtRfm) M6X1 5P
Tool Special

InIAARE

Work Material SKD11 (58HRC)

J=FL ®5.1X21mm (i@7L)

Drill Hole Size Through
WHKE 12mm (2DE#L)

Tapping Length Blind
PIRLERE . .

Cutting Sxpeed 2m/min (106min")
HIEER 10%FSUKBIELIEIHRY
Coolant Water-Soluble Chlorine-Free 10%
EFRAAR IHINTPL (FRSHEATIEE)
Machine Vertical Synchronized Machining Center

}JDI}L%Z Number of Holes
20 4‘0 6\0 80 100 120

WH62-0T
(AFRER)

(Special) 75%L Holes

95%, Holes Bk

Extensive Wear

Mg
(EEE@%H) 15%(, Holes iﬁ]ﬁk
C ional reakage
Carbide) 187, Holes
EATR B 37,00
(EFEES) % R
C tit
(‘é’;‘r’i)eid'e’;” 52|, Holes Breakage

RAWXSRERAMRLLHE, ATIASCELME KA IR R LAY
@ 55HRCHSEE#L
The WH62-0OT (special) with WXS coating made the tapping of over 55HRC tough steel with

water-soluble oil possible, which is a process that cannot be achieved by the conventional tap
and competitor tool.
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E%EEE%M%EEE%@E*%%%& ( 50 ~ 62 H RC) Carbide Straight Fluted Tap for Hardened Steels (50~62HRC)

VX-OT

£c

CARBIDE H

Bfiz:mm  Unitmm

AmsS ‘ R¥ THK | BERD | BE | 2K |1BsiK | @WK | W | EE | IR | EERLE | EF
EDP No. Thread Size Bc Grade TAP Limit L 2 2n Ds Flutes | External Center | ReomenddDiltoeDa | Stock
8330029 | M 2 X 04 3P STD | OH3 40 12 - 3 3 O 1.6 D
8330039 M 23 X 04 3P STD | OH3 42 13 - 3 4 @) 1.9 D
8330045 | M 2.5 X 045 3P STD | OH3 44 14 - 3 4 O 2.05 D
8330049 | M 2.6 X 0.45 3P STD | OH3 44 14 - 3 4 @) 2.15 D
8330055 | M 3 X 05 3P STD | OH3 46 11 19 4 4 O 25 B
8330061 M 4 X 0.7 3P STD | OH3 52 13 21 5 4 @) 3.3 B
8330067 | M 5 X 0.8 3P STD | OH3 60 16 24 55 4 O 4.2 B
8330073 M 6 X 1 3P STD | OH3 62 19 29 6 5 @) 5 B
8330085 | M 8 X 1.25 3P STD | OH3 70 22 - 6.2 5 - 6.8 B
8330087 M 8 X 1 3P STD | OH3 70 22 - 6.2 5 - 7 B
8330097 | M 10 X 1.5 3P STD | OH3 75 24 - 7 5 - 8.5 B
8330099 | M 10 X 1.25 3P STD | OH3 75 24 - 7 5 - 8.8 B
8330101 | M 10 X 1 3P STD | OH3 75 24 - 7 5 - 9 B
8330115 | M 12 X 1.75 3P STD | OH3 82 29 - 8.5 5 — 10.3 B
8330117 | M 12 X 1.5 3P STD | OH3 82 29 - 8.5 5 - 10.5 B
8330119 | M 12 X 1.25 3P STD | OH4 82 29 - 8.5 5 - 10.8 B
8330121 | M 12 X 1 3P STD | OH3 82 29 - 8.5 5 - 11 B
8330123 | M 14 X 2 3P STD | OH4 88 30 - 10.5 6 - 12 D
8330125 | M 14 X 1.5 3P STD | OH3 88 30 - 10.5 6 - 125 D
8330131 | M 16 X 2 3P STD | OH4 95 32 - 12.5 6 - 14 D
8330133 | M 16 X 1.5 3P STD | OH3 95 32 - 12.5 6 - 14.5 D
8330139 | M 18 X 25 3P STD | OH4 | 100 37 - 14 6 — 15.5 D
8330141 | M 18 X 1.5 3P STD | OH4 | 100 37 - 14 6 - 16.5 D
8330147 | M 20 X 25 3P STD | OH4 | 105 37 = 15 6 - 17.5 D
8330149 | M 20 X 1.5 3P STD | OH4 | 105 37 - 15 6 - 18.5 D
B= ¥rAEEEER B=Standard stock item D= FEfFUMRAEREER D=Inventory center stock item O =Yes
O IRCHHIESEP.1, ® See p. 1 for explanation of marks.
1. fBERE RSN T RE. 1. The recommended TAP Limit corresponds to JIS class 2 internal thread standard.
2. YR E AR IR RS B, 2. TAP Limit does not guarantee thread limit for the internal thread after tapping.
3. WRRBIEIERRT . k. KiE&%E [FLINT - 485N T] 3. Refer to OSG's "Drilling and Threading Tools" general catalog for lengths of the 2 k
B| ZAHR, and K of the square shank.

t)] \ﬁu 2‘%14:%;&% Cutting Conditions

— 1. VX-OT BSEIRE R ITEERFIRSE L RS nEE. MEFERnE.
SEEN (2 - =AW - TR &) -OT P EeS IS
DT A%t I—'I_a-lrdenii Steels?AHoy Steels, Die Steels, Tool Steels, etc.) 2 VX-OT AL, FARLEREBERSHERT), THFER.
Work Material
50~62HRC
. 1. Make sure to select the correct cutting speed and cutting fluids. Tapping paste is
YIRIERE 1~3m/min not recommended.
Quiing Spsed 2. The VX-OT is designed for machine use only. Tapping by hand would cause chips to
ANl SEMEET 3R get stucked between the tool and the work material, and result in chipping of the taps.
Coolant Non-Water-Soluble
fEFAMA ATy EE AR SR T 7 T IO R R VH62-OT( JHiRR)
Machine Machining Center Please contact our sales staff for more information. For water-soluble oil, use VH62-OT by special order.




%EEE%R_J ﬁﬁﬁ%ﬁé@%&%ﬂ%&éﬁ ( 50 ~ 62 H RC) Carbide Taper Pipe Thread Tap for Hardened Steels (50~62HRC)

VX-TPT

S
o
@Ds

CARBIDE H

BREFRES

PT (Rc)

BEfz:mm Unit:mm

AmsS R¥ BE | HEK | 2K ok | BERAE | R e B
EDP No. Thread Size TAP Limit Bc L 2 2g Ds Flutes Stock
8330692 PT % - 28 JIS2 3P 59 19 13 8 5 D
8330693 PT Y2 -19 JIS2 3P 67 28 21 11 5 D
8330694 PT 3% - 19 JIS2 3P 75 28 21 14 6 D
8330695 PT 2 - 14 JIS2 3P 87 35 25 18 6 D

D= FEFEhUREEZR D=Inventory center stock item
@ See p. 1 for explanation of marks.
1. TAP Limit does not guarantee thread limit for the internal thread after tapping.
2.Refer to OSG's "Drilling and Threading Tools" general catalog for lengths of the 2k
and K of the square shank.

O NTHEIESEP.,

1. AHEEEAMRERIESUSE.
2. {REBIIERRT. k. KiEZE [FLO0T - $E5UNTTIR]
ZERR.

tJJ ﬁU%#E)E%E Cutting Conditions

— 19825, HTFISO WS, JIS ERMRSHISHT g, HPRERINICSEE, Bl
)][]I*Z]‘?H- Hardened Steels (Alloy Steels, Die Steels, Tool Steels, etc.) REAMBIRIE 3255, 23Rl LUBRIFTIHG S,
Work Material The JIS pipe thread standard was revised in 1982 to meet ISO standards. Although thread symbols changed, the
50~62HRC limits were not changed. Therefore, it is still acceptable to use taps with both new and old symbols.
S = e JIS B 0202-1982
B3 . (RIES IHcS HMCS (J12 8 0203158
C??tﬁjg%ajeged 1~3m/min % Old Symbol New Symbol
Tif 2 RS PO PT Re
t}]ﬁu;m;flj ;‘Hﬂ'l‘it}]ﬁ”;‘ﬁa}‘fu Taper pipe threads for pressure-tight joints
Coolant Non-Water-Soluble = A TEEN
N = PS Rp
. '\ arallel p\pe‘threads for pressure-tight joints
EFBA JILAG NS AR T ER P G
EIEAAS achining Center Parallel pipe threads for mechanical joints

—_

- VX-TPT ROTRIEERIBIHFIRISEE LR 2 InER.
TETFE R

2. VX-TPTAH R, FHLARBEBESRSHH

7], TEFER.

. Make sure to select the correct cutting speed and cutting
fluids. Tapping paste is not recommended.

2.The VX-TPT is designed for machine use only. Tapping by

hand will cause chips to get stuck between the tool and the

work material, and result in chipping of the taps.

J—

jJ[IIS4H RCE_I-L\J\KEIJ SO}LL\/LJ:E’\J%E% VX-TPT tapped more than 50 holes in 54HRC.

E(EFIE VX-TPT PT1/8-28 BDIS‘L%SZ Number of Holes
10 20 30 40 50
Tt \ \ | \ \
Work Material SKD11(54HRC)
&AL 8.22X20mm (i@7FL v ATRERINT
Drill Hole Size ¢ ‘Igfl;r_oug)h VX-TPT SOFLELL Holes still Running
WHKE 13mm (EEERME)
Tapping Length Till Position of Gauge Diameter OT-TPT
o PIHSERRERIRAK

IR . L — A a8 2 P
g Speed 2.1m/min (70min") cmrmmaz | " Large chipping on bc

Applicati
A SEELTIA e pricaton
Coolant Non-Water-Soluble CPM-TPT
(R TRIMTHL HREER | 17 hoe TR
Machine Vertical Machining Center Powder Metallurgy Breakage

HSS

posid ®



shaping your dreams

Bt ( L) BEIRARAH

OSG Corporation

BXtAL (EHS) 4558

otk _ESHRTRIKTI®1335 KTRELT 7110214 10E1003-0785T

FBi&: 021-52552588; &5 021-58883300; iB4m: 200051

BXtA (i) TRESH
Hollk: TETES STEm 1-28 AE1004=
FBiE: 0510-82739271; {&H: 0510-82739220; HP4H: 214074

BRI (Li8) ToRsESSAT
ek FEMTHRMXICES $7BEE1801=
EBiE: 0553-5868160; fEE: 0553-5868190;  HB4m: 241000

BXEA (i) HBNESAT
ik SN TV EX SRR 181 SERAE 15112
FBiE: 0512-62388327; {£H: 0512-62388320; Hp4m: 215028

BRLH (L) MRS
bt HUMFRILX O S0 S RIRERRS 741815855603
FHiE: 0571-82757757; {&E: 0571-82757767; HBém: 311215

BREA (L) TiRESAT
bt AT & TR EN X EERR 5 XICEAEA01 -3
FHiE: 0574-88161548;  {&H: 0574-88134670; HB4H: 315199

BXEAL (E) TNDRE
otk TMNHRIIX IR 157S4RFHICREA17017
FHiE: 020-38210423; €8 020-38210425; HEgR: 510610

BXEH (EHS) RIESE
ik SR ERREREERERR129CE (BRBEISALO)
FBiE: 0755-83566532; {&EH: 0755-83558854; Hp4m: 518048

XA () dEmDRE
otlk: JEERTEAPAREEISMAHE 1 9S ERAEARE18-05C
FBi&: 010-85261018; f&&: 010-85261016;  HB4": 100004

A (Ef) REDRA
ik RiEMEF KRS SR _— D AR 15202 2007=
FBi&: 022-23037566/022-27357729 #Hp4m: 300100

BREAL (L) ABINESSFT
Motk SR EABMN TSR SE LR LR 1 Sk3S41 53551002
EBiE: 186-3092-1318; Hkgm: 450016

XA (L) Faessshn
ik FRHARRK USRI TER 13535853012
EBiE: 029-88860594; f&€H: 029-88860594; #pgm: 710000

BRtH (E8) KESAE]
ik KIEFAXECERRAEB2006
EiE: 0411-87655185; fEE: 0411-87655186; HB4R: 116600

R (Eifg) BRHAE]
dbit: BT RIEER30STaik] 373 SHE285T 1202
EBiE: 0532-66775787 &8 0532-66775797  H4R: 266034

BRLA (L) PEBHEESShT
bt SEPHTEATEX SXEAL#IS55 S RN S32-04
EBiE: 024-22852762 fEE: 024-22852763 BR%m: 110021

BRLH (L) KEEFSH
i KREMEHMXAEELRERAES04S
E3YE: 0431-89388499;  {&H: 0431-89230366; HF4m: 130012

BRI (i) RERESSFT
otk AERTHERVEX AR IUER27 SR ER2% 1 85T8035
EBiE: 028-65783992; {8 028-85005292; HB4R: 610042

B (L) ERHANE
et SRS CREZETESUER18S Figtiamh 4E12-1
E8iE: 023-67136872; HR%m: 401120

EREA (L) EiRESH
ik IR LF X =PRI IEPRB 18225052
EiE: 027-85557360; f&H: 027-85557350;  HB4®: 430010

XA (Eifg) KIS

Htik: SRR TR ORI 36 S48ESOHO 1613
FHiE: 0731-88620770;  {&H: 0731-88620770; HE4: 410000

Http://www.chinaosg.com

Tyl 400 888 2086

E-mail:business@chinaosg.com
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