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Highly Efficient Multi-purpose Forming Tap




WEMIP, BREEEM?

Do you have any problems with tapping?

SEWANTIRARNEIERREHBARE. A-XPFEEMHIET TR MR T, ETEr=E,
ERAIMNZ I TR AR SRR .

Most tapping troubles are caused by unstable chip evacuation. The A-XPF forms threads by plastic deformation of the work material and does not generate
cutting chips. It is a revolutionary product that excels in a wide range of work materials and cutting conditions.

ISZQ_QJJDIE'\JTIZ—LIEE TOP3 Tapping Troubles

No.1 ?EL'E‘\ : EE?J Breakage and chipping 26% i;mﬁ%

No'z E?&*%EEZ:E Dimensional error 17% "t}JE "

No.3 =T EIRE Galling 14% Main;zcctk?;igs chip
Eﬂi’, Others 43%

BRKRIR | ANERAERLSR

Source: OSG Technical Consultation Division
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Improves productivity with zero cutting chips

%:EWEEBH?E’\J 3 ;FBWEBHJJ ;Bﬂ%ﬁbul Stable machining with reduced thrust
51_:%;?)] HIl
AT insapan)  EFTR | axpEmaxos 2

Tool

Speci:l chamfer JJ(I)JOIMH [N] [N]
ifi t' Sl | CAMAAN (2OMBEY D b A b

Achieves low thrust Work Material | SCMA440 (30HRC) 40 40

Tl @®2.8x6mm(57L)
128 s SRR Y Drill Hole Size Blind B30 -rrrrrmr e
RABSE W [ am g y
R R v A 20 5

- kR 15m/min 5 5

[PAT. in Japan] Cutting Speed | (1,591min"") Z Z
Special thread 10
configuration AKBHEAERF
Improves thread rigidity t}]guimffu %%' 10%

Coolant Water-Soluble

Chlorine-Free (10%) 0 M .
0.5 1 1.5 2 0.5 1 1.5 2
TG 18] () 11 (S)

B o (8730) Time Time

Vertical Machining Center
23T
Special coating

BIRRE
E e
DI]I%I* ° miﬁﬂgh% Improved machining efficiency and durability
designated for

[PAT.P.in Japan]
high-performancetaps  + FFRERBIF N, RS RNIM

Improved cutting edge rigidity by a special thread shape

° ﬁ%&g% %ﬁﬂiiﬁg m 7 ﬂﬁjbl?:iﬁ; layer

Special tap coating

- = o
EmERYE S MR E
RN BEEsmE. Maty, EntniRcE, Wearresistant Layer
Powder Metallurgy EBRTSREMNT MR
HSS(CPM) Coating with high-hardness, oxidation resistance, and excellent lubricity Toughness layer
High wear resistance that is suitable for high-load machining
B
Base Metal
SR P = N
RES | RRIGE | EE(GP) | gE(C) | e |FEEERE) WEEME ) WOEN | g
Coating Color Coating Structure Hardness Oxidation Strength Roughness o el pam— Toughness
Temperature
CREGZEE
Black Cr-based (ompols:nle mu\mtayerﬂ\m 45 1 4 100 © 71\*7 © i\*? ©
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Energy conservation by reducing machine downtime

BRSBTS 2V BB TR

FISCHREELSRIIN T,  MMREIIRERE.
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Reduction of tool change time caused by cutting chip troubles and machine downtime required for removing accumulated cutting chips.
By enabling stable and uninterrupted machining, power consumption can be reduced

IHIZ2$HE Cutting taps A-XPF

B RERFIN RS =4 !

Cutting chips only from pre-hole drilling!

P

@\

JRFLINT

Pre-hole Drilling

BN T

Threading

RN T

Threading

JEFLINT

Pre-hole Drilling

FELEEBSUIHMIPARFENRE, ELWED T EEOTE
HRRE.
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Small

Amount of accumulated cutting chips 1D 6 TE] &5

Y BHRERNREE
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Chips from
threading

Visual image of accumulated cutting chips

EFLESRIIE ™
JEFLESRIE Chips from pre-hole
Chips from pre-hole drilling drilling
pl[E2%::3 A-XPF
Cutting taps

KT ELL B BRI B 4 ERRRIE.

More chips because thread forming requires a larger pre-hole than thread

Forming taps do not generate cutting chips during threading, which reduces the overall amount of QUi
chip accumulation.
1]” I&;E Cutting Data
4
. /J\&Hgbul Small diameter threading
fEHTa A-XPF M1X0.25 2P ANTFLEK Tapping Holes
2,500 5,000 7,500 10,000
NI \ \ \ \
Work Material SUS420J2(192HBW)
r=i ©0.91X3.5mm(57L) TTekLE
Drill Hole Size Blind A-XPF 10,000, Holes still Running
WELKE
Tapping Length 2mm
PIHEIEE ; i NP o
Cutting Speed 10m/min(3,183min"") e daalr 7,561, Holes iR
Conventional Breakage
LI BRI TS 10%
Coolant Water-soluble Chlorine-free (10%)
{SEFRATA STEAIT G (BT30
ke Veon Wachitn Cent RS2 D AR A/ MEIR SN T b BRI A
Outstanding durability even when machining small-diameter threads in martensitic stainless steel
\ .
. ;ﬂw ﬁuﬁg3o m/m In HgEﬁEEMﬂDHI Achieves cutting speed of 30m/min in high-hardness material
'{EEIHIE A-XPF M6X1 2P NN FLE] Tapping Holes
3,000 6,000 9,000 12,000

IR 1 " " i 15,000
Work Material SCM440(30HRC) - ‘
&7, #5.52X19mm(&7L) 13,0005, Holes Wear
Drill Hole Size Blind A-XPF -
LK E 12 13,0007, Holes ﬁ};ﬂ:
Tapping Length mm
gﬁgri{?geed 30m/min(1,591min") * 2197, Holes E1R

” . LI m Wear
e IKEFEDEE T8 10% Conventional iR
Coolant Water-soluble Chlorine-free (10%) 100, Holes Wear
{EFEAAR BN (BT40)
Machine Horizontal Machining Center

A&k - FREINT SCM440 (30HRC

SNTHIMER, LR TIT. TR - R ( )

For testing purposes, the conventional product was also used under high-speed
cutting condition.

&

Achieves high-speed and stable machining in SCM440(30 HRC)




%&&% * gmaﬁm&ﬁ%& Highly Efficient Multi-purpose Forming Tap
A-XPF

20 = CPM
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THLGTH 2k 9
LU &
RELE UEERRRE .
Surface treatment : special tap coating
EZ&#% . M Bfi:mm  Unit:mm
1 1 AL EN 1 1 Hl < I = e AEEN
mas | sary RPN R TR POl FE | B | o o s | e | ) e
EDPNo. | Thread Size kel IS ISl BNV tci¥ INIVEN [o'GIN] S QIR EDP No. JCCREN 7 | [ T | LF G| LU | DCON| T | Stock
8327814 | M1 X 0.25 2P | 30 | 55| — 3 - [ ] 8327837 4P Yes [ ]
— M3 X0.5 | STD | RH5 46 | 9 18 | 4 —
8327816 | M1.2 X 0.25 2P | 32 | 55| — 3 = [ ) 8327838 2P - [ ]
8327818 | M1.4 X 0.3 2P | 34 |7 - 3 - [ ] 8327841 4P Yes [ ]
— M4 X0.7 52 | 10 20 | 5 —
8327820 | M1.6 X 0.35 2P | 36 | 8 = 3 = [ ] 8327842 2P = [ J
— STD | RH6 B —
8327822 | M1.6 X 0.2 2P | 36 | 8 - 3 - [ ) 8327845 4P Yes [ J
STD | RH4 B — M5 X0.8 60 | 11 22 | 55 —
8327824 | M1.7 X 0.35 2P | 36 | 8 = 3 = [ ) 8327846 2P - [ ]
8327828 | M2 X 0.4 2P | 40 | 8 - 3 - [ ] 8327849 4P Yes [ ]
— M6 X1 STD | RH7 62 | 10 24 | 6 —
8327832 | M2.3 X 0.4 2P | 42 | 95| — 3 = [ ] 8327850 2P = [ ]
8327834 | M2.5 X 0.45 2P |44 |95 — | 3 | — [ @ =R EEFR @=Standard stock item
8327836 | M2.6 X 0.45 2P | 44 | 95| — 3 = [ ]
-SRI - {RERPU/TEBR < ik, DRVSIESE ZAHEAIFMT LN T TR, -Please refer to the “Drilling & Threading Tools” general catalog for length of external
1. fERER 2R B L HE T center and shank square dimension £k and DRVS.

PRI EAZEFRH FBEER, EEAZER18um, 1. The recommended TAP Limit corresponds to JIS class 2 internal thread standards.
2. SR FE R RS PSR RS Upper limit of pitch diameter tolerance is same as RH limit, but tolerance is 18 um.
3. M2.6LA TG e, 2. TAP Limit does not gurantee thread limit for the internal thread after tapping.

4. JI%AP  PGBFLE) . 2P : B(SZLA) 3.Thread Size = M2.6 : without oil groove.
5. W TIEFHELIEAE, %ln—u@ﬁ‘iﬁ*j@%“ﬁ SRB TP IR, 4. £c:4P: P (for through holes), 2P : B (for blind holes)
SRR L S AL AR, 5. 1P of center surface and incomplete thread is remained to improve tap insertion of

the drill holes.

3 The drill hole diameter for fluteless taps differs from fluted taps.
Please refer to the “Drilling & Threading Tools” general catalog for drill hole sizes of
fluteless taps.

FEAENRIRTESERAEALNT BENI TR

tJJ ﬁu %14:5;&% Cutting Condition

TIHIERE PIEIEE
InTarkt L AT |
Work Material C“t(tr:,']"/gmsiﬁie‘j AXPE Work Material Cu'znr;/gmsiﬁied A-XPF

M - (ERARERIN - hARERIN C0.4% T - izl ~
Mild Steel - Low Carbon Steel - Medium Carbon Steel | =C0.4% 10~50 ©) Copper Cu 10 ~30 ©
RN C0.45%L4 £ - iR - Bt . ~
High Carbon Steel =C0.45% 10~40 © Brass - Brass Casting Bs-BsC 10~30 @)
=k ~ SRELHI4N ~
/l*:ﬁo)’ Steel SCM 10~35 ©) AlI:Iminum Rolled Steel Al 20~ 50 @)
VRSN ~ ~ BasHEt . ~
Haré;ned Steel 25~35HRC 5~30 @ AII:Iml?rllum Alloy Casting AC-ADC 20~50 @
N ~ HESHH ~
Cast Steel sc 10~40 O ZincI:lAIon Casting Zbc 10~30 ©
TAm Sus304 5~15 | O BEO BEO  BestO Good O
Stainless Steel SUS420

i WEIREGEERERTKBEIEIST (B8) . Note : The indicated speeds and feeds are for tapping with chlorine-free water soluble

1 D ISR MY B H a8 M RSB MY B . coolant.

*1 :We recommend using non-water-soluble coolant or highly lubricated water-
soluble coolant for stainless steels.
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