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XPFitE22 58251 (XPF)

X Performer Forming Tap Series (XPF)
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Forming tap forms screw threads through plastic deformation of work material. No more worries for chips. XPF is equipped with the
innovative functions, which enable the stable and chip-free tapping.
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“The Impossible Becomes Possible.”
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Low-torque
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XPF achieves low cutting resistance and high lubricity, which enables tapping in materials up to 35 HRC.
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extreme wear resistance

M45 K12 s
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XPF is ideal for tapping in large parts of heavy machinery, construction equipment, and industrial machinery. The size range is from M1 to M45.
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XPF has a high durability even machining with chlorine-free coolant. OIL-S-XPF is also suitable
for MQL machining operation.
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Reducing approx. 40% of machining torque.
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Restraining Burrs
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Reducing approx. 20% of heat generation.
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A thermograph image taken immediately after tapping
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% To photograph the process, machining was carried out by applying paste instead of using coolant.
However, during normal machining, coolant should be used.
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Resistance improved

OIL-S-XPFRUEIRHEINTL (InIT&MESEP.7)

OIL-S-XPF with MQL: please refer P.7 for processing conditions.

. 1:/-.]- \*EF:'C Guide for Icons
n 1;7_”35 Tool Materials

(M OREIEN HSSE

Powder Metallurgy HSS (CPM)

EHSER

High Vanadium HSS

AGERIRRTRLLHE (ZKTBNETRLHRISNABLE)

Conventional forming taps with water soluble coolant.

%ﬁ%ﬁ Surface Treatment
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Vv V (Composite multi-layered) Coating

tﬂﬁﬂ%ﬁ: Cutting Conditions
SPEED SIS EHERFREDRS

Indicates page number for cutting conditions
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Useful Tips

Q SFIIHEEZSEXPF  sorse e somton

RTREER LUDH AR RERIXPF 2ATLIN AR, &
EEM, MQLINTLRSE, &5, SmRInT.

PUES R R EBRIIFZ N ERIB S =N — T
ZXPF,

XPFE3FH 251 3 series of xer
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XPF is adequate for large diameter, tough materials and
MQL. By reducing the torque and heat generation, high
speed machining, long tool life and high quality are
achieved.

S-XPF

OIL-S-XPF
(43HFL/ with oil Hole)

LT-S-XPF

(&*ﬁﬂ/mng Shank)

O FEAHERIFERRRBY rercrmromar

BIEULASER 22 HE(NRT) E SR I0 TSR E A #1A9S-XPF
FILT-S-XPF, fEEEE

P EROIL-S-XPRERERIE,

S-XPF and LT-S-XPF process hardened materials much
faster than conventional forming tap. Oil-S-XPF is
adequate for process seeking cutting speed.
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S-XPF
LT-S-XPF

VP-NRT

Hardness of Work Material  (HRC) Xati 3= =tH

TIN-NRT

25

OIL-S-XPF

30

HIHEERE (m/min)  Cutting Speed

) IXBIBMR FTEM3~M 120 ERAGEMERR (BS) |
M3, TRERBIEMI2 BER T, RIESRIN TR T AAH, ELREERIRE.

MQLEHIINTnEE. ERMETRIRAR, FERXOERYE, HEFEIHIEEE20m/minlAT. &

This figure shows the general condition of M3~M12, with chlorine-free water-soluble coolant or MQL. For non-soluble coolant, reducing the cutting speed to
20m/min or less is highly recommended in preventing ignition. Also, please reduce the cutting speed for > M3 or M12<, depends on machine and work materials.
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9 %éﬁ E,\J t}] \E’U ﬁ}g Deciding Cutting Speed

XPF 890 T3 TA 7 (REIN T =+Fap 9L EWS, (R ?o;;l:o;vl cutting sdpteed Fontrilr)]L.Jtre\ to Iongttoc;I Iifel’;7 Ittdoesn't apply
R N o XPF. Slow speed tapping, which generates less heat, causes

IEP BH:.FHDIVH:I'FEJEEQ{E\E, E’&Qﬁ?ﬂ?ﬂ’\]ﬂﬂb%ﬁnﬁi, bigger cutting resistance and tool wear. Cutting speed should be

MﬁﬁDH'H&BEE’SE“?E i? :ué”ﬁ't/tﬂg-%ﬁi ﬂ)]UEtTZ:E_l adjusted properly to find the most appropriate cutting speed for

ool life.
PR AT, i T A SRR, t

lKIﬂE’Jt}JﬁUJ‘E}ETﬁWRﬁXﬂtb Comparison of durability by the diff erence in cutting speed

TR OIL-S-XPF M8 1.25 (JF#FR) DA FLEX Tapping Holes
Tool Special Order
1,000 2,000 3,000 4,000 5,000
InTAzRt S50C \ \ ] \ \
Work Material o
2,500%L, Holes BRK
J&FL ®7.4%X23mm (570) ! Excessive Wear
Hole Size Blind 10m/min
Iﬂéi't/tf‘? 3,000}[, Holes %L’El‘xjc
= IR 18mm (2.3D) Excessive Wear
apping Length
DI _ . .
Cutting Speed 10 ~40m/min 4,500, Holes %(T:me\sjscive Wear
) MQL 50cc/h(PEHEED 20m/min
Coolant Internal 4,37571 Holes GP-Out
{SEFRAAR [ Ewi I T
Machine Horizontal Machining Center ==y
3,8063|, Holes Excessive Rubbing Noise
30m/min
3,355%( Holes GP-Out
1,606, Holes GP-Out
40m/min
8127, Holes GP-Out

IFtRE (FuOEFL)

Special order products (Center through coolant hole)

o %éiﬁﬁgt}] \E’U 5&%” Choosing the Appropriate Coolant

W EEEEIGEELIE R, B 2 HELIE R High lubricant water-soluble coolant is highly recommended as well
as non-soluble coolant. Water-soluble coolant must be used for

?ﬂ]o 1E%tﬂﬁﬂﬁlﬁﬁﬁﬁ20m/mlnE’ﬂ%ﬁDﬂIHQ‘, i%z%dz‘ high spfeed cutting. Non-soluble coolant can be used in only
ERDCAEIMAE GEEMERSERAER) ,  2ommnorodon

O FEYM - ZE - BEEED o ssuotiomn

BHEMARKIHIE, 1R5EM%ZE. FERVWMAIERERE Please select the appropriate equipment depending on the

(PR, BIAXPFRLULUEELAMEAMIIREE, (BEL  qenerstet lowertoraue, o5 comparec with tne conventionsl forming
WAE, SEEMR. SEINIE, KEEIM, X aps.

B, BExEffeErSTER.
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Useful Tips

O IMTHBEARTE comorons

XPFS LRI ELL B, TTLABE30%0E91H%E, P.2  XPFachieves 30% reduction of torque, according to the

calculation. The tapping data on Page 2 shows 40%

*EH_TE’\JB’%{EMO%E’\ESHEE'—?E%E"Jtﬂﬁﬂﬁlﬁﬁﬁ’ﬂ]‘ﬁ? redqction of torque in synergy with the appropriate
@FHZI'E"J%%O jc?é}]l]IE’\JTH%E (H’%fg) .L%E%%-Fieo cutting speed. Please refer to the following table for

large diameter tapping and the formula for calculating
torque.

.j(?éi%i)’(ﬁ’ﬂj]ﬂl?ﬂ%ﬁ—%ﬁi@ Calculated machining torque of large diameter taps by work materials

INTHEIZEE(K)  Coefficient of Work Material
AT e 2 4 8 I 12 14
AC ADC Bs $5400 S45C .

M 18 X 25 16.376 14 28 56 77 84 98
M 18 X 15 17.026 5 11 21 29 32 37
M 20 X 25 18.376 16 32 63 87 95 110
M 20 X 15 19.026 6 12 24 32 35 4
M 22 X 25 20.376 17 35 70 9% 105 122
M 22 X 15 21.026 6 13 26 36 39 45
M 24 x 3 22.051 27 54 109 150 163 191
M 24 X 15 23.026 7 14 28 39 43 50
M 27 X 3 25.051 31 62 124 170 186 217
M 30 X 35 27.727 47 93 187 256 280 326
M 33 X 35 30.727 52 103 207 284 310 362
M 36 X 4 33.402 73 147 293 404 440 514
M 42 X 45 39.077 109 217 435 597 652 760
M 45 X 45 42.077 117 234 468 643 702 819

KRAFREIMTIHEREER, FARRIENTHE, SERINTH, SAREDEIERE, THIB, RARSESRKHNTRMERE.
MIXZERKAMEIIEIF (FNERLEH) AOEER,

*%¢Please note that this chart shows the theoretical values of machining torques in case of the external supply of water-soluble coolant.

%1t does not guarantee the actual torque.

%*;QEE{JRTI 1 i%#ﬁ}E‘FEE’\Ji‘I‘%’AEEEﬁi‘I‘%D Following formulas are used for calculating torque:

IHEQ_Z%E{JH”ITH%E:L*'%/L\\EE Torque Calculation for Forming Tap

IAERF EE 228 Conventional Forming Taps T: {8 IN - m] MTHEL MTHHRBK)
T — 0.09806 X K X E X P2 K: " . Work Materia Coefficient of Work Materia
BTHHES., .
XPF,‘?—Q?U R E: EF‘?% [mm] Aluminum Alloy
T = 0.06864 X K x E x Pz Pitch Diameter §EEE 3~4
: P : 1288 [mm] Aluminum Die Casting
Pitch
f8) S-XPE  M30X3.5 . SCM44045I N T = 6~8
In case of M30x 3.5, working on SCM440
T=0.06864 X 14 X 27.727 X 3.5* % 326 [N - m| —ﬂﬁ?iﬁﬁﬁﬁﬂ 10 ~11
ild Stee
i) XREEFRKBEMETIRER (FNEBAEH) BRSEA, P
BERENTRMERR, RUETERF ST, R e 11~12
The above formulas are the guideline in case of the external N
supply of water-soluble coolant. &% (AR) N 13~14
Please note that the actual torque changes depending on the Alloy Steel (Hardened Steel)

work environment.

s
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Countermeasure for Burr

(R RIXPFSLAERIS ELLH#ERILL, AIERAPHIERIAT4E.

Comparing with the conventional forming taps, XPF reduces burr with low-torque spec.

FRTR fERImEY v 7 M3X0.5 4P FEAEER %

Tool S-XPF M3x0.5 4P Convelnational Forming Tap %ﬂél_]f“‘ﬂf—o— Burr Occurrence Rate(%)

INTAH iR ? 10 3 20 » 30 3
Work Material Brass

J=FL ©2.76 X3mm (&%) =
Hole Size Through S_XPF 2% %Tﬂi%,
WLKE Large reduction
Tapping Length 3mm of burrs
FIRLRE AT

Cutting Speed N/A L‘,{?E]‘ﬁ}fﬁfﬁ

A SR Conventional

Coolant Non-Water Soluble Forming Tap

EFRHAR TR

Machine Specialized Machine

.ﬁﬁ&u% 60° Recommending 60° for the chamfer.

BER

Burr with conventional forming tap

FER

No burr with S-XPF

Eif Burr
/

2%

|

Tap Drill Size

Tap Drill Size

%{@Jﬁ B without chamfering

Tap Drill Size

Tap Drill Size

ﬁﬁu@ B with chamfering

PIEAERR RIS AIRECT, RO, WES
BRGNS, REZ-4EEN. ATIHFELERIE, IMEFN

T—160°~70°HYfEIR.

Forming tap forms the screw thread by plastic deformation. Therefore, without having
chamfering, burr is made on the edge of the hole. To prevent burr, chamfering with

60° is highly recommended.

BIMRIBESLAINTIER, BUREE118°MER. ARRENER
DcONSRASARIREUR < + 242RERIE R LAB XU HITER,

5]: M10x1.56F, 10mm+ (1.5x2) =13mm

1f 118° of chamfering is required for drilling, burr is prevented by setting the

diameter of chamfering to screw size+2 pitches.
Example: M10 X 1.5=10mm+(1.5X2)=13mm

NFRHIAE
%i— }l:/ y \E Shape of complete thread and its’  difference

W L HENN TS AR TRAR S DB,
(BRER)

&
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. 3 5 H RC EQ%EEE*Z*#'@EIL\JJEH *%}:TSQ_Q%BDI Forming taps are even for 35HRC

ERTR

Tool S-XPF M6X1 4P
INTA2%

Work Material SCM440 (35HRC)

J&FL 551 ~5.52 X16mm (i&7l)
Hole Size Through
WEKE

Tapping Length 16mm

PIELERE : -

Cutting Sxpeed 15m/min(796min")
HIRIH BMETIHIRR T8 (ShR)
Coolant Water Soluble Chlorine-Free (External)
FEFBHIR BNEUATT A

Machine Horizontal Machining Center

’JDI}L%Z Tapping Holes
4?0

200

6?0

800

664_7r|_, Holes

S-XPF
579?[, Holes
L\/MEFHDD 170%, Holes
Conventional
Product 223%|, Holes
Eit\EIER 1367L Holes
Competitor's
Product 117%L Holes

. E-L\)@‘EEHI,M‘]-S E"Jk#éﬁjﬁlﬂj:ffﬁﬂﬂl Thread-rolling process of M45 is no longer a dream

fERTIR

Tool S-XPF M45X4.5 2P
InTAzHY

Work Material 55400

JEFL ©$42.65 ~42.68X45.5mm (57L)
Hole Size Blind
WELKE

Tapping Length 36mm (0.8D)

PIEERE : .

Cutting Sxpeed 5m/min(133min)
PIEH BMETIHIRR T8 (SNaR)
Coolant Water Soluble Chlorine-Free (External)
EFRHA ECIN AL

Machine Horizontal Machining Center

&% JNTHEE (REE) 674N - m,

Torque for above machining process is equivalent to 674N - m. Water-soluble coolant and paste are also

appropriate for this case.

IKEHIEEIFI  HE ERE .

’JDI}L%Z Tapping Holes
5‘ 1‘0
3 BRI
OIL'S'XPF 8FLLAL over 8 Holes still Running
JE T ETME A
ﬁiﬁfﬂﬁ.ﬁ; 7 07l Hole FEIIT
Forming Tap No Holes

. *i M QL& ZHDI Achieving high effiencyitiviQL
fEETH OIL-S-XPF AR EL24E M12X1.75
Tool M12X1.75 2P Conventional Forming Tap
InTast

Work Material SCM420 (%£47)

JEFL @11.1X45mm (S7L)

Hole Size Blind

WK E

Tappingfength 36mm(3D)

PIElERE : -

Cutting Speed 40m/min(1,062min")

g = hize5 MQL(PIEREE) | KAMTIENSA £S5 10/ (ONaBite)
Coolant Internal Water Soluble Chlorine-Free (10%)(External)
SRR BN TG

Machine Horizontal Machining Center




W EiH 248501 715!

17 times the durability of cutting taps!

FRTR S-XPF IZhEIELLHE M6X1
Tool M6X1 2P Spiral Fluted Tap
INTAH
Work Material S45C(90HRB)
7L ®5.55X25mmQEFL) | @ 5% 15mm (i)
Hole Size Through Through S-XPF
WELLKE
T 18mm(3D) 12mm(2D)
EE?;?%EEM 15m/min(796min') | 10m/min(530min")
IRNEiE L
IR IKAHELIE TS, 1065 ;
Coolant Wate’rﬁSOIubIe Chlorin:—Free (1I(:)‘%) Spiral Fluted Tap
{SEFEHAR EhCIn TG
Machine Horizontal Machining Center

441X [E Tapping Length(m)

20 40 60 80 190

120
\ \ \ \ \

113m %}ﬁj{ Excessive Wear

119.2m J%??ch Excessive Wear

7.2m GP-Out 1.5(E0RRE
1.5(EHNLRE
6.2m GP-Out 1738554

1.5 times cutting speed

1.5 times tapping length
17 times durability performance

. }_‘_izyjm/_] \?ém,%gig E?DJ[II*Z*S‘I' Ideal for work material especially for small diameter threads

fEfFIE S-XPF  M1X0.25 2P }JDI}L%I Tapping Holes
5,000 10,000
. SCM440 (35HRC) | SUS420 SPCC C2801P ‘ ‘ ‘

ITiH $R5EEN (3}’%2[? LI i B
Work Material | Chrome Molybd < Cold Rolled . A

TOTRﬁoy?S)’CM)EHUm Stainless Steel ¢ Stegl ¢ Brass SCM440 3,3073, Holes Breakage
Al ©0.89 ~0.90 X 4mm (iEFl) s
Hole Size Through SUS420 10,0007, Holes ﬂt—ﬂi—% )
WaKE Still Running
Tapping Length 2mm(2D)

i Qrz:
Eﬁ:{’fgee ) 5m/min(1,590min ") 10m/min(3,180min-") SPCC 10,0003L Holes Stil Rumning
i | BT FE 10 -
Coolant ater Soluble Chiorine-Free (10%) C2801P 10,0003 Holes Stll Running
EFAAR ZRINTAHL
Machine Vertical Machining Center
. W EB{%[ETIEE%IE% AP Internally-fed coolant improve tool life
EHIR OIL-S-XPF M10X1.5 2P AN TFLEK Tapping Holes

1,000 2,000 3,000
AITHE B 0 0
A SCM440 (35HRC) .
: S =]

E(éjeLSize ®9.3X24mm ‘(l'hﬁ;gbgh PglriEf;;{E 2,704, Holes Excessive Rubbing Noise
” OIL-S-XPF 2,950 BB
?azlf_;ﬁngth 20mm (2D) i Gl Excessive Wear

15 . s A
ggjtatijr%fs%zeed 20m/min HEBALH 421%], Holes i);—retm;age
e— A= N i/NITs
e ABETIEINER 8, 2015 wernal W 5002, B
Coolant Water Soluble  Chlorine-Free (5%) Competitor Fl, Holes Excessive Wear
fﬁﬁ?\’fnm EI*EICDD%EF"D
Machi Horizontal Machining Cent: . N EEFE
achine orizontal achining Center QI‘E‘!}Qi\;E ‘I}L' Holes JEg;m*e e
AR & Ej‘;”;vc '
I R
Convei)t(it)il;?ra’roduct 1%L Holes Ex(eJ;sive Wear

&




X P FT%E%%& X Performer Forming Tap

S-XPF

Type 1 Type 2 Type 3 Type 4
.ﬁ é L kc é e ‘é Lo 'é
B N e - N )
= R 4T o G S
Type 5 Type 6 Type 7
N . == =t

SPEED
| FEED

(PM  HSSE
P14
MI~M26 M3~
R%ZB‘(W*;& M BAf:mm  Unit:mm
PEENNN=IN T [ FF Ll ox | mes | an | B8 | ok | obin| B %7
EDP No. Thread Size s Limit 2c L 2 on Ds 2k K Type Stock
8321960 2P »
M1 X 0.25 STD RH4 30 5.5 — 3 5 2.5 B
8321961 2P 2
8321964 4P 1
M 1.2 X 0.25 STD RH4 32 55 — 3 5 25 B
8321965 2P 2
8321968 4P 1
M 14 X 0.3 STD RH4 34 7 = 3 5 2.5 B
8321969 2P 2
8321972 4p 1
M 1.6 X 0.35 STD RH4 36 8 — 3 5 25 B
8321973 2P 2
8321976 4P 1
M 1.6 X 0.2 STD RH4 36 8 = 3 5 25 B
8321977 2P 2
8321980 4P 1
M 1.7 X 0.35 STD RH4 36 8 — 3 5 2.5 B
8321981 2P 2
8321984 4P 1
M2 X 04 STD RH4 40 8 - 3 5 25 B
8321985 2P 2
8321988 4p 3
M23 X 04 STD RH4 42 9.5 — 3 5 25 B
8321989 2P 4
8321992 4P 3
M 2.5 X 0.45 STD RH4 44 9.5 = 3 5 25 B
8321993 2P 4
8321996 4P 3
M 2.6 X 0.45 STD RH4 44 9.5 — 3 5 25 B
8321997 2P 4
8322008 4p 5
M3 X 0.5 STD RH5 46 9 18 4 6 3.2 B
8322009 2P 6
B RRRIBESEp.2, B =#r /2R B=Standard stock item
B See p.2 for explanation of icons.



B :mm  Unit:mm

BRS R BE | BE mwex| ok | eek) @k | WE | B | 00 | R em
EDP No. Thread Size G Limit 2c L 2 on Ds ok K Type Stock
8322032 4P 5
M4 X 0.7 STD RH6 52 10 20 5 7 4 B
8322033 2P 6
8322044 4p 5
M5 X 0.8 STD RH6 60 11 22 5.5 7 45 B
8322045 2P 6
8322056 4P 5
STD RH7 B
8322057 | M6 X 1 2P 62 10 24 6 7 4.5 6
8322059 STD+2| RH9 2P D
8322075 STD—2| RH5 2P D
8322076 4p
M8 X 1.25 STD RH7 70 12 — 6.2 8 5 7 B
8322077 2P
8322079 STD+1| RH8 2P D
8322090 4P
M8 X1 STD RH7 70 12 — 6.2 8 5 7 B
8322091 2P
8322107 STD—2| RH5 2P D
8322108 4P
M10 X 1.5 STD RH7 75 15 — 7 8 5.5 7 B
8322109 2P
8322111 STD+2| RH9 2P D
8322121 STD—2| RH5 2P D
8322122 4P
M10 X 1.25 STD RH7 75 15 — 7 8 5.5 7 B
8322123 2P
8322125 STD+1| RH8 2P D
8322134 4p
M10 X 1 STD RH7 75 15 — 7 8 5.5 7 B
8322135 2P
8322145 STD—2| RH6 2P D
8322146 4P
M12 X 1.75 STD RH8 82 17 — 8.5 9 6.5 7 B
8322147 2P
8322149 STD+2| RH10 2P D
8322160 4P
M12 X 1.5 STD RH7 82 17 — 8.5 9 6.5 7 B
8322161 op
8322176 4P
M12 X 1.25 STD RH7 82 17 — 8.5 9 6.5 7 B
8322177 2P
8322194 4P
M12 X 1 STD RH7 82 17 — 8.5 9 6.5 7 B
8322195 2P
8322217 | M14 X 2 STD | RH10 2P 88 20 — 10.5 11 8 7 B
8322227 | M14 X 1.5 STD RH9 2P 88 20 — 10.5 11 8 7 B
8322245 | M16 X 2 STD RH10 2P 95 20 — 12.5 13 10 7 B
8322255 | M16 X 1.5 STD RH9 2P 95 20 — 12.5 13 10 7 B
B.D=#r#ERFm B,D =Standard stock item
TRBEE  H2RAERA LT, 1. The recommended tap limit corresponds to JIS class 2 internal thread standards.

FROFSESRHBE X, XTREIULNFR, 2EFE The upper limit of the pitch diameter is the same as the RH Limit. For taps with a

BEER12.7um, 2 18um, pitch above one, the limit will be 18um instead of the standard 12.7um.

2. i—“?’?%%xﬁﬂmﬂ%%ﬂég N 2.TAP Limit does not guarantee thread limit for the internal thread after tapping.
3. UDEISERK 4P =P (@ILA) . 2P =B (B9LA) 3. £ c:4P=P(for through holes), 2P=B(for blind holes)

EEERHEHEEAR. ARRY - KE - $BERAF R EZES. I
Please contact our sales staff for more information. Custom order with specific requests on diameter, length and accuracy is accepted. m



XPFHFIEZLHE xreromerromingTp
S-XPF

@I

E,%ié;‘(ﬂl*jé .\ Bf7:mm Unitmm
BRS R B2 | BE mame) ok | mex | @ | AR | 0B | B | BR Em
EDP No. Thread Size R TAP L Ds AEK R7sEE = Stock
Grade Limit Bc 2 en 2k K Type
8322263 | M 18 X 2.5 STD | RH11 2P 125 20 — 14 14 11 7 B
8322267 | M 18 X 1.5 STD | RH10 2P 110 15 — 14 14 11 7 B
8322273 | M 20 X 2.5 STD | RHM 2P 140 20 — 15 15 12 7 B
8322277 | M 20 X 1.5 STD | RH10 2P 125 15 — 15 15 12 7 B
8322283 | M 22 X 2.5 STD | RH11 2P 140 20 — 17 16 13 7 B
8322287 | M 22 X 1.5 STD | RH10 2P 125 15 — 17 16 13 7 B
8322295 | M 24 X 3 STD | RH13 2P 160 18 — 19 18 15 7 B
8322299 | M 24 X 1.5 STD | RH10 2P 140 15 — 19 18 15 7 B
8322305 | M 27 X 3 STD | RH13 2P 160 18 — 20 18 15 7 B
8322313 | M 30 X 3.5 STD | RH14 2P 180 21 — 23 20 17 7 B
8322321 | M 33 X 3.5 STD | RH14 2P 180 21 — 25 22 19 7 B
8322329 | M 36 X 4 STD | RH15 2P 200 24 — 28 24 21 7 B
8322337 | M 42 X 45 STD | RH16 2P 200 27 — 32 30 26 7 B
8322345 | M 45 X 4.5 STD | RH16 2P 220 27 — 35 30 26 7 B
B =tr/EEF R B=Standard stock item
1 BER N2RRIB L. 1. The recommended tap limit corresponds to JIS class 2 internal thread standards.
FRIOFFESRHEBE—, XTFRBIB1LULEMNFER, 0=F The upper limit of the pitch diameter is the same as the RH Limit. For taps with a
EBEEMNLI2.7um, ME18um, pitch above one, the limit will be 18um instead of the standard 12.7um.
2. YR E AR IBLEE 2. TAP Limit does not guarantee thread limit for the internal thread after tapping.
3. {JHIERK 2P =B (BFLA) 3. 2 c:2P=B(for blind holes)
W ;é\;\E}LX P FT%E%%& X Performer Forming Tap with Internal Coolant Supply
Type 1 Type 2
e a pte 4

2k 2k

3
|
LR
&
i
o

wsse
Vo pus
ﬂ-’%ﬁfqﬂ% . M Bz :mm  Unitmm
BES RY BE | BE puer oK |mex | @k | AR 0B | B mRsR g
- . RR TAP EHK | AR
OP No. Thread Size Grade Limit 2c L 2 2n Ds ok K Type Stock

8322557 | M 6 X 1 STD RH7 2P 62 8 24 6 7 4.5 1 D

8322577 | M 8 X 1.25 STD RH7 2P 70 10 — 6.2 8 5 2 D

8322609 | M 10 X 1.5 STD RH7 2P 75 12 — 7 8 5.5 2 D

8322647 | M 12 X 1.75 STD RH8 2P 82 14 — 8.5 9 6.5 2 D

8322727 | M 14 X 1.5 STD RH9 2P 88 12 — 10.5 11 8 2 D

8322755 | M16 X 1.5 STD RH9 2P 95 12 — 12.5 13 10 2 D
B RRRIEESp.2. D =#r#EEE R D="Standard stock item
B See p.2 for explanation of icons.
1LRERE  RARNBINLERTEE. PENTSESRHBE—H, XT& 1. The recommended tap limit corresponds to JIS class 2 internal thread standards.

E1IUAENFR, REFARBENL12.7um, M2 18um, Upper limit of pitch diameter tolerance is same as RH limit, but tolerance is 18um .
2. R E MBI NIRSUEE 2. TAP Limit does not guarantee thread limit for the internal thread after tapping.
3. {JHIEK 2P =B (5%LMA) 3. 8 c:2P=B (for blind holes)
HEARAHEEAR. AERY - KE - BEAFMrmEZES. I
Please contact our sales staff for more information. Custom order with specific requests on diameter, length and accuracy is accepted.

s



X P FT%E%%& ﬁ*ﬁ@ X Performer Forming Tap with Long Shank

LT-S-XPF

Type 1 Type 2 Type 3
<t ﬂ @Q —E= Egkeﬁ - @Q o ey — Sj @Q
pose D
V. s
E‘Eéﬁﬂ]}'fé M Bfzmm Unit:mm
BmS R BE | BE quec ok |k | @ik | B | g0 | o | RRER | R
R TAP U | IUAERE
EDP No. Thread Size Ciacke Limaic 2c L 2 on Ds ok K Type Stock
8323654 4P 1
M 3X0.5 X 80| STD | RH5 80 9 18 4 6 3.2 D
8323655 2P 2
8323658 4P 1
M 3X0.5 X120 | STD | RH5 120 9 18 4 6 3.2 D
8323659 2P 2
8323670 4P 1
M 4X0.7 X 80| STD | RH6 80 10 20 5 7 4 D
8323671 2P 5
8323674 4P 1
M 4X%0.7 X120 | STD | RH6 120 10 20 5 7 4 D
8323675 2P 2
8323678 4P 1
M 5X%X0.8 X100 | STD | RH6 100 11 22 55 7 4.5 D
8323679 2P 2
8323683 | M 5X0.8 X150 | STD | RH6 2P 150 1 22 55 7 4.5 2 D
8323684 4p 1
M 6X1 X100 | STD | RH7 100 10 24 6 7 4.5 D
8323685 2P 2
8323689 |M 6X1 X150 | STD | RH7 2P 150 10 24 6 7 4.5 2 D
8323698 4P
M 8% 1.25X100| STD | RH7 100 12 — 6.2 8 5 3 D
8323699 2P
8323703 | M 8X1.25X150| STD | RH7 2P 150 12 — 6.2 8 5 3 D
8323712 4P
M10X 1.5 X100 | STD | RH7 100 15 — 7 8 55 3 D
8323713 2P
8323717 | M10X 1.5 X150 | STD | RH7 2P 150 15 — 7 8 55 3 D
8323720 4p
M10X 1.25X100| STD | RH7 100 15 — 7 8 5.5 3 D
8323721 2P
8323725 | M10X 1.25X150| STD | RH7 2P 150 15 — 7 8 55 3 D
8323738 4p
M12X 1.75X150| STD | RH8 150 17 — 8.5 9 6.5 3 D
8323739 2P
8323747 | M12X 1.5 X150 | STD | RH7 2P 150 17 — 8.5 9 6.5 3 D
8323755 (M12X 1.25X150| STD | RH7 2P 150 17 — 8.5 9 6.5 3 D
B RRRBEESEp.2. D =#rAEEEF & D=>Standard stock item
M See p.2 for explanation of icons.
1RSSR R RRIBL A A S L 1. The recommended tap limit corresponds to JIS class 2 internal thread standards.
hRNFRESRHEBE—H, :2TFEEI1ULNTR, AEFRE The upper limit of the pitch diameter is the same as the RH Limit. For taps with a
BEML2.7um, T218um, pitch above one, the limit will be 18um instead of the standard 12.7um.
2. PR MR IR SO 2.TAP Limit does not guarantee thread limit for the internal thread after tapping.
3. ENMIEK 4P =P (@ILE) . 2P =B (S7LA) 3. £ c:4P=P(for through holes), 2P=B(for blind holes)

IEEAREHEEAR, ARRY - KE - SRR BEZES. I
Please contact our sales staff for more information. Custom order with specific requests on diameter, length and accuracy is accepted.



E%gIE}LBDIEE?é Recommended Tap Drill Size

B :mm  Unit:mm

4 /=
OIL-S-XPF  S-XPF - R< R (gﬁéz%%) OIL-S-XPF S-XPF | LT-S-XPF R~ =i (%E%ggguﬁﬁ)
BRS Gl S TAP B\ ~ Bk BRS B Thread Si TAP BN ~ 2K
EDP No. EDP No. X read>ize Limit | Recommended Tap Drill Size EDP No. EDP No. X read>ize Limit | Recommended Tap DrillSize
(For Forming Taps) Min. ~ Max. (For Forming Taps) Min. ~ Max.
8321960 8322090
- - M 1 X0.25 09 ~0.92 = = M8 X1 748 ~ 7.57
8321961 8322091
8321964 8323712
— -  |M12%025 11 ~112 8322108
8321965 8322609 8323713 | M10 X 1.5 9.18 ~ 9.28
8321968 8322109 | g353717
- - M 1.4X0.3 1.27 ~ 1.294 RH7
8321969 8322122 8323720
8321972 V] S 144 . = 8323721 | M10 X 1.25 9.34 ~ 941
- - .6X0. g == l4
8321973 BSeRlEs 8323725
8321976 8322134
- - M 1.6X0.2 153 ~ 1.55 - - M10 X1 948 ~ 9.57
8321977 8322135
RH4
8321980 8322146 | 8323738
= = M 1.7X0.35 1.54 ~ 1.58 8322647 M12 X1.75 | RH8 | 11.05 ~11.15
8321981 8322147 | 8323739
8321984 8322160
- - M2 X04 1.81 ~ 1.85 - 8323747 | M12 X1.5 1118 ~11.28
8321985 8322161
8321988 8322176
= = M 23X04 211 ~ 2.15 - 8323755 | M12 X1.25 | RH7 | 11.34 ~11.41
8321989 8322177
8321992 8322194
- - M 2.5X0.45 228 ~ 233 - - M12 X1 11.48 ~11.57
8321993 8322195
8321996 - 8322217 = M14 X2 RH10| 12.92 ~13.04
- - M 2.6X0.45 238 ~ 243
8321997 8322727 | 8322227 - M14 X15 |RH9 | 13.21 ~13.3
8323654 = 8322245 = M16 X2 RH10| 14.92 ~15.04
8322008
8323655 8322755 | 8322255 - M16 X1.5 |RH9 | 1521 ~15.3
- M 3 X05 |[RH5| 276 ~ 2.81
8323658 = 8322263 = M18 X2.5 |RH11| 16.63 ~16.78
8322009
8323659 - 8322267 - M18 X1.5 |RH10| 17.22 ~17.31
8323670 = 8322273 = M20 X2.5 |RH11| 18.63 ~18.78
8322032
8323671 - 8322277 - M20 X1.5 |RH10| 19.22 ~19.31
= M 4 X0.7 |RH6| 3.65 ~ 3.7
8323674 = 8322283 = M22 X2.5 |RH11| 20.63 ~20.78
8322033
8323675 - 8322287 - M22 X1.5 |RH10| 21.22 ~21.31
8322044 8323678 = 8322295 = M24 X3 RH13| 22.36 ~22.53
- 8323679 | M 5 X0.8 |RH6| 4.59 ~ 4.66 - 8322299 - M24 X1.5 |RH10| 23.22 ~23.31
8322045 | 8373683 — 8322305 — |M27 X3 |RH13| 2536 ~2553
8322056 8323684 - 8322313 - M30 X3.5 S 28.07 ~28.25
8322557 8323685 | M 6 X1 548 ~ 557 = 8322321 = M33 X3.5 31.07 ~31.25
8322057 | 5353689 . —  [8322329] — |M36 X4 |RHI5| 3378 ~33.99
8322076 8323698 = 8322337 = M42 X4.5 RH16 3949 ~39.71
8322577 8323699 |[M 8 X1.25 734 ~ 741 - 8322345 - M45 X4.5 4249 ~42.71
8322077 8323703
ERNERTF2HRRBILERIE. RIERERBE, IR E The above drill hole sizes are recommended for tapping threads with JIS class
EE, HFEUHEZOSENE, BEANLEERE. 2. Tap drill sizes should be adjusted through trials, because the plasticity varies

depending on work material, its hardness, and the required accuracy of thread.
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t)J ﬁu%1¢g;&i€ Cutting Conditions

BFO A& O BestO Good O

PITAHES Work Materia PIRBERE (m/min) - Cuting Speed LR oK
10 20 30 4 PR O!L-S-XPF

R - (R - i S-XPF - LT-S-XPF
f“ﬁé%;%ﬁﬂgi?“ P cs0.a% 15~40 OIL-S-XPF O
N 0.45%=C | 15~30 P— o
?m%i@. | 15~30 _ o
R 25~35HRC| 5~20 P— o
i TREIN =
5 | Bs-BsC 10~30 — o
T E—
massht AC-ADC | 20~40 I— o

E O IIRIRHEERER AR (BS) .

CM2ALLERIRS, HEEFER EIRIEISRMEIERT0% LITRSHHTINT.

*1 N TAENIEE MY BRI S0EE U RGBT BB,

Note: The indicated speeds and feeds are for tapping with
chlorine-free water soluble coolant.
: Cutting speed is recommended to be reduced by at least
30% in case of M24 and up.
*1 : We recommend using the non-water-soluble coolant or highly
lubricated water-soluble coolant for the stainless steels.
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BXtAL (EHS) 4558

otk _ESTHRTRIKTI®R1338 KTRELT 711021 10E1003-0785T

EEiE: 021-52552588; &€& 021-58883300; iB4m: 200051

BXtA (i) FRESH
Hollk: TR S STEE 1-28 AE1004=
FBi&: 0510-82739271; {&H: 0510-82739220; Hp4H: 214074

BRI (Li8) ToREsSAT
ek FETHERMXICES 17BEE1801=
E8iE: 0553-5868160; fEE: 0553-5868190;  HB4m: 241000

BXEA () BNESAT
ek N TV E X EEERR 181 SERAE 15112
EHiE: 0512-62388327; {&H: 0512-62388320; HB4®: 215028

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

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

XA (E) TINDRA
Motk TN HRIARAFITEE 157 SRFIFCAEA170155
EHiE: 020-38210423; {€H: 020-38210425; HBgm: 510610

BXEH (EHS) FIESET
ik SR IHERRERKERERR129CE (BRBEISALO)
EHiE: 0755-83566532; {&H: 0755-83558854; HB4H: 518048

XA () dEmDRA
ik JEERHEAPRXEE I 19S ERAEARE18-05C
FBi&: 010-85261018; f&&: 010-85261016;  HB4": 100004

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

BREA (L) ABINEESSFT
otk SRR THEEEEE 5 S LR LFERT 1 SEE3S#51 8551002
EBiE: 186-3092-1318; Hikgm: 450016

KREH (E3) PRESH
ok PR RX RIS ER 13 SH4385T301=
EHiE: 029-88860594; f€H: 029-88860594;  HBgR: 710000

LA (L) KEDAE]
fdiE: REFFARKHCERRAEB2006
EBIE: 0411-87655185;  {&H: 0411-87655186; HE4m: 116600

B (EE) EBOAE
dbit: B ERKIGER30STaik] 373 SHE285T 12022
FHIE: 0532-66775787  {&E: 0532-66775797  HB4m: 266034

BRLA (L) PEPHEESShT
bt SEPHTEATEX SXEEAL#555 S ARINS#32-04
EBiE: 024-22852762 fEE: 024-22852763 HR%m: 110021

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

BRI (i) AR5
otk AERTHEVEX AR IIER27 SR ERR2% 1 85T8035
EBiE: 028-65783992; {€H: 028-85005292; HB4R: 610042

B (L) ERHNE
it ERmAH LXK REESIER185 fiaEisE 4E12-1
EHiE: 023-67136872; B4 : 401120

XA (L) EiRESH
oflk: IR LE X =PRI IEPRB 18225052
EiE: 027-85557360; f&E: 027-85557350;  HB4®: 430010

R (Eig) KIS

Hdk: SRR TR ORI 36 S48iESOHO 1613
FHiE: 0731-88620770;  {&H: 0731-88620770; H4: 410000
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