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Highly Efficient Multi-purpose Forming Tap
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Short chamfer (1P): 14 items
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1958

19items
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33 new items added
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Do you have any problems with tapping?

SN TR EERERHIERRE, A-XPF BISENEU S ARIEN T, B TEre4t.
BRI 2 I T RIS AR M.

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.

IQQ_QDDIEI‘JFE_]?EE TOP3 Tapping Troubles
No.1 Tﬁ'}ﬁ . E.E.DJ Breakage and chipping 26%

FERMERRE
No'z ﬂg&*ﬁfgzzﬁ Dimensional error 17% M.t}JE "
No.3 =T, EREE caling 14% Main ;:cctkcr:l: chip

Hﬂﬂ Others 43%
BRRR: AATRASHELSR

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

Eggﬁ%gﬁg& ;)E‘,Z{EE Bﬂjj ;EE)HUE%\IFEDD I Stable machining with reduced thrust

AT == puw—— A-XPF

Tool
Special chamfer [N] [N]
ificati INITAEE | ceMAAO (ROHRE) A0 b-eeeeeeeeeeeeeaeeeeeeeeeeee A bemeeeeee e
Achieves low thrust Work Material | SCMA440 (30HRC) 40 40
JiFL ®2.8X9mm(57L)
1R E R Drill Hole Size Blind B0 [-mmrermmmr e 30
BRNGSCF  BekE 6mm 5 5
N Tapping Length
U TS 15m/min 2 R
[PAT. in Japan] Cutting Speed | (1,59Tmin"") : F
Special thread - — 10 10}--
configuration IKB TR
Improves thread rigidity Rl e F&.200E
Coolant Water-soluble
Chlorine-free (5%) 0 MR - 0
IO 0.5 1 1.5 2 0.5 1 1.5 2
G A= o BHiE (S) BHE (S)
I ki (T30) s o

S Vertical Machining Center
VERE™
[PAT.P.in Japan]
VI coating dedicated

:g;sigh-performance j]uj:&&)—_?—( : ﬁﬁjﬂ'riﬂgfz%% Improved machining efficiency and durability

SRR R, RETIREIE

Improved cutting edge rigidity by a special thread shape

° VI;\$ETM m 7 ﬂ?&iﬁ:}agte layer
BER Vi coating o\ e

Wear-resistant Layer

ek EESEE. ek, HEmRs
ARSI 2, ERTERmEnT

ﬂ%‘g,(%epl;v"\?eta”urgy Coating with high-hardness, oxidation resistance, and excellent 'Tij;r%])n%ssla o
High wear resistance lubricity that is suitable for high-load machining 9 Y
=57
Base Metal
SHFHA i _ -
BEE AEmIE | WE (GPa)| g (C)| MEN | WEMEER WEMAE | BT ) g
Coating Color Coating Structure Hardness Tgr:s:,t;?;e Strength Roughness s pam——" Toughness
26 | CRESSEER
Black Cr-based composite multilayer film 45 111 00 © 71\*7 © i\q’ @

(i) O~ O (BfE)

0 @ Fair Best
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Energy conservation by reducing machine downtime

4

>R TBRRE SR T BT EFN A BRHERR ) BRI AU RIS LERT B
EISCIRSEELSRTNN T,  ATPHRIhERIEAE.

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

t}]ﬁ”f_iiﬁ Cutting taps A-XPF
TEHRENT~EE
tBENEE}LBDIHjFE | Visual image of accumulated cutting chips

Cutting chips only from pre-hole drilling! 1 Lajrge """"" 1
q 9 B =
1
DN 9 DN 9 % '
1
5 LSRR '
L; Chips from :
} £ threading 1
S 1
= 1
T 1
= 1
E 1

i I B

PrEzll;nDuri%n QT%ZYEQI E} LI]IJ; %ﬁ’iﬂ; g  EFLEEROTIE Chips from pre-hole
g reading Pre-hole Drilling 9 S small Chips from pre-hole drilling drilling
PHIZ25E A-XPF
Cutting taps

PIELSEEIRSADRIIN TR A~EE, B> T 2a9E
HRAE.,

KRR BRI 4 EE AR AR,

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 cutting.
chip accumulation.
/
. /J\1§E,‘J}JDI Small diameter threading
= oml VA b
IRARBE J LI AME AN TRYPU RIS At
Achieves excellent durability in small-diameter machining by reducing thrust
_%(J;EIE A-XPF M1X0.25 2P I0TFLEY Tapping Holes
2,500 5,000 7,500 10,000
Tk 5 0 5 !
e ot SUS420J2(192HBW)
[Tl ©0.91%3.5mm(57L) CIEz=d
Drill Hole Size Blind A-XPF 10,0007, Holes still Running
WELLKE
Tappingfength 2mm
TIHIERE : . NP -
Cutting Speed 10m/min(3,183min"") Llﬁff"l:‘lzrfl 7,561%, Holes R
= Conventional Breakage
FIRHE AKAMELIEIER BS2065
Coolant Water-soluble Chlorine-free (5%)
{EFEH TG (BT30)
Machine V:rtical Machining Center EDEEE.II EEMVF%%WE‘J/J\?éﬂﬂlqﬂtﬂﬁtﬂéﬂgﬁﬂﬁiﬁ
Outstanding durability even when machining small-diameter threads in martensitic stainless steel
— ~ NITRS \ .
. %Eﬁgj:j*#}]nl EI\J t)] EU J;_E,}_E‘_ﬂ]$30m/m IN  Achieves cutting speed of 30m/min in high-hardness material
: — — —_—— " — Al I:
MAVERE™MRDEER, SEINTSEEM R
High-speed machining of high-hardness material with the synergistic effect of VI Coating™
'{IfflﬁlE A-XPF M6X1 2P NN ZFLEK Tapping Holes
3,000 6,000 9,000 12,000 15,000
NI " " " '] ‘|
Work Material SCM440(30HRC) iR
R
=0 552X 19mm(S7.) UEHISR el Wear
Drill Hole Size Blind A-XPF i
Iﬂﬁ{@ﬁ 12mm 13,0007(, Holes Wea)r\
Tapping Length
?JEHEE 30m/min(1,591min"") * 2197, Holes BIR
utting Speed LR Wear
N 3% POIN AR
D] IKEPEEIER FE20(% Conventional e
Coolant Water-soluble Chlorine-free (5%) 1007, Holes Wear
{EFEH BNty (BT40)
Machine Horizontal Machining Center

AIEE - BEMISCM440(30HRQ)

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

&

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



7] u Ii&}E Cutting Data

XI M JEEFL TR ERTEE R S0/ NS
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ZEEIN T

Suitable for small precision parts that are becoming thinner and lighter with little room for pre-hole

rEtlE#E (PDEI#ERRK: 1P)

Short chamfer (length of chamfer: 1P)

. %EEE*Z*SI'E’\J}]DI Machining of high-hardness material

E(EFIﬁ A-XPF M6X1 1P NN FLEK Tapping Holes
1,000 2,000 3,000 4,000 5,000
IT#AEY SCM440(30HRC) | | : : :
Work Material =i
JeeFL ¢5.52X15mm(57L) 4,0007], Holes e
Drill Hole Size Blind A-XPF P
|~ )\ H
%f_;?gfingth 12mm (2D) AR Uk Large Chipping
e e 10m/min(530min) ‘ 8547, Holes 1712
— — — L}?EFDDD Breakage
HIEH AKBHEELHF T8 2018 Conventional iR
Coolant Water-soluble Chlorine-free (5%) 1,0007, Holes { R
arge Chipping
EFRHA BN (BT40)
Machine Horizontal Machining Center
/,
. /J\{é E’\J)JDI Small diameter threading
ECEFIE A-XPF M1X0.25 1P NN FLEK Tapping Holes
500 1,000 1,500 2,000 2,500
NI \ " I i "
Work Material SUS420J2(192HBW) .
FIExS
J&=FL ©0.91X3.5mm(E7L) 2,1603, Holes Still Running
Drill Hole Size Blind A-XPF Tk
RJirek
LK 2,160, Holes Still Runni
Tappingfength 2mm (2D) till Running
IEES . . N
. Frm
=l IKAMEELIEET FTSE2045 Conventional R
Coolant Water-soluble Chlorine-free (5%) 1,4487], Holes Breakage
EFRAL aEINTHG (BT30)
Machine Vertical Machining Center
> 1 f—
. *%ﬁ;km,%éy%it*i ] mjjiTﬂE*,%xE Stable durability with special thread specification
%ﬂa = A-XPFM3X0.5 1P DA FLEK Tapping Holes
/ 1, .
ATHES SUS304 >00 1,000 200 2.000
Work Material 1,8002. EIp 54
,E}L ' ¢2.8X9mm(‘§5‘L) A'XPF ! R Stilil‘lfli.l:;ning
Drill Hole Size Blind 1,8007, Holes gﬁ%inin
WK 6mm (2D) ?
Tapping Length RIR
- NP 80071, Holes AR
RRE 10m/min(1,061min"") LAEP terge Chipping
Cutting Speed ! Conventional 2027, Holes TR o
DA IKEMETBH T 201 targe Chipping
Coolant Water-soluble Chlorine-free (5%) 8
% o N [ 4007, Holes AR -
EEFRAL STRMITL (BT30) {7 Large Chipping
Machine Vertical Machining Center Competitor 2007, Holes Rig -
Large Chipping

A-XPF
1,800}L Holes

Ht A SR Competitor
4007, Holes

LAfEF= 5 Conventional
8007, Holes




TR HECUEFIVER E™SE IR E N T

Stable machining with special chamfer specification and VI Coating™

KIZIREY

Large thread

. B%{EEBHjj Thrust reduction

IR A-XPF M16X1.5 2P IN] —— A-XPF LA P57

Jloc! 2500 e e ST Conventional

AR '

Work Material SCM440(30HRC) 2000 b oo e

FEFL #15.3X30mm(jE7L)

;ﬂ;‘:}:lze Through 5% 1,500 ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,

Sposid 30mm g

Tapping Length E 1,000 F-eeoflememeemme e N N

PR . -

Cutting Speed 15m/min(298min") s00beoflooo

HIEE IKTBE R oS 2015

Coolant Water-soluble Chlorine-free (5%) 0 | | | |

AR BRI Ty (BT50) > 10 15 20 2

Machine Horizontal Machining Center A& (S) Time

e N —
. %EE}E*Z*#EQ*%EW?QT Stable durability in high-hardness material
EEIEIE A-XPF M16X1.5 2P NN ZFLEK Tapping Holes
1,000 2,000 3,000 4,000 5,000

NI " " ’\ X T

Work Material SCM440(30HRC) iR
=

=0 $15.3X30mm(iE7,) AR e Wear

Drill Hole Size Through A-XPF i
]

?ZQ_Q{QE 30mm 4,480, Holes Wear

apping Length
e . i EEES
CJLJJtEtiJr;JSEpee d 15m/min(298min-') LS 2,5607], Holes v’it);
N - — AFEF= i

t}Jﬁu;Hﬁﬂj AAMDER FTE2015 Conventional EER

Coolant Water-soluble Chlorine-free (5%) 2,5607], Holes o

{EFEH BTl (BT50)

Machine Horizontal Machining Center

A-XPF LA4E =3 Conventional
4,4807|, Holes 2,560F(, Holes

}[D%IJFE}LDDIHTJE(J}JDIEE{’K I *:%\I'_EJJDI Stable machining by suppressing work hardening during pre-hole drilling
SR FNS I IR TEEEREE

Itis crucial to suppress work hardening in work materials such as stainless steel .}LDWEWEE Work Hardness Near Hole Entry
N 400
ADO-SUS 7T5® - sashitd R 010 AITHE : SUS304
Carbide Drill Series for Stainless Steel and Titanium Alloy Size Work Material
350
. N 4 NSTRIE
- EMEFIMRTIRFAR E% J\ 8= ADO-SUS == FHATE
Sharp Cutting Edge & 300
FIEIEAE, ?ﬂJﬁ%'JJJDIb’EHG E
Reduces cutting resistance and suppresses work hardening (HV)
" " AY § 250
. SREHTEL "MEGA COOLER" PRI&TEFLIY : \:::é_
S SAENS] EAINE—1 I
R, BRSARNEEE % 200 ®
New oil hole shape "MEGA COOLER" increases coolant flow E
PAT.in Japan | | |
1505 02 04
MEGA COOLEREOSGHat St AT 7. BEFLEEAYEERS  (mm)
MEGA COOLER is a registered trademark of OSG Corporation. Distance from the wall surface of the hole

&



%;{& % - % IjJ ﬁg T%E 2_2%& Highly Efficient Multi-purpose Forming Tap m

A-XPF

DCON

e 4
THLGTH £k &
Ly 0@

LF

Type 2

fc 3
Tool Material Surface Treatment
— == &

PM ‘
c VI THLGTH Lﬁ S
Q‘Z‘
S LF |
%ﬁﬁp% - M Bfzmm  Unit:tmm
AmS ‘ PBRER BEmS| BE |UHEK =K | B550KE < (e R SRTR EF
EDP No. Thread Size Grade TAP Limit 2c LF THLGTH LU DCON Type External Center | Stock
8327814 STD RH4 2P (]
M 1 X0.25 30 55 - 3 1 - B —
8327870 STD RH4 1P (]
8327816 STD RH4 2P {
M 1.2 X 0.25 32 55 = 3 1 - B —
8327871 STD RH4 1P ([ J
8327818 STD RH4 2P ([
M 14X03 34 7 - 3 1 - B —
8327872 STD RH4 1P (]
8327820 STD RH4 2P (]
M 1.6 X 0.35 36 8 = 3 1 = B —
8327873 STD RH4 1P (]
8327822 STD RH4 2P (]
M 1.6 X 0.2 36 8 - 3 1 - B —
8327874 STD RH4 1P ([ J
8327824 STD RH4 2P ([ J
M 1.7 X 0.35 36 8 = 3 1 - B —
8327875 STD RH4 1P (]
8327828 STD RH4 2P (]
M 2 X04 40 8 - 3 1 - B —
8327876 STD RH4 1P (]
8327832 STD RH4 2P (]
M 23X 04 42 9.5 = 3 1 - B —
8327877 STD RH4 1P (]
8327834 STD RH4 2P ([ J
M 25 X 0.45 44 9.5 - 3 1 - B —
8327878 STD RH4 1P ([ J
8327836 STD RH4 2P (]
M 2.6 X 0.45 44 9.5 = 3 1 = B —
8327879 STD RH4 1P (]
8327837 STD RH5 4P Yes l
8327838 | M 3 X 0.5 STD RH5 2P 46 9 18 4 1 B !
8327880 STD RH5 1P [ J
8327841 STD RH6 4P Yes ([ J
8327842 | M 4 X 0.7 STD RH6 2P 52 10 20 5 1 B l
8327881 STD RH6 1P (]
8327845 STD RH6 4P Yes l
8327846 | M 5 X 0.8 STD RH6 2P 60 1 22 5.5 1 B l
8327882 STD RH6 1P (]
8327849 STD | RH7 | 4P Yes 0
8327850 | M 6 X1 STD RH7 2P 62 10 24 6 1 B l
8327883 STD RH7 1P (]
8327851 STD RH7 4P (]
M 8 X 1.25 70 12 - 6.2 2 - B —
8327852 STD RH7 2P (]
8327853 STD RH7 4P (]
M 8 X1 70 12 = 6.2 2 - B —
8327854 STD RH7 2P (]

@ = FrEEER @=Standard stock item
3% =NEW SIZES

@ | NEXT )g



Bfzmm  Unit:mm

HRS BRRT BEND| BE | THEK 2K | BSEKE R LS R EN[TES EEf?
EDP No. Thread Size Grade TAP Limit 2c LF THLGTH LU DCON Type External Center | Stock
8327855 STD RH7 4P (]
M10 X 15 75 15 - 7 2 - B —
8327856 STD RH7 2P (]
8327857 STD RH7 4p (]
M10 X 1.25 75 15 = 7 2 = B —
8327858 STD RH7 2P ([
8327859 | M10 X 1 STD RH7 2P 75 15 - 7 2 - B @
8327860 STD RH8 4P (]
M12 X 1.75 82 17 = 85 2 = B —
8327861 STD RH8 2P (]
8327862 | M12 X 1.5 STD RH7 2P 82 17 - 8.5 2 - B @®
8327863 STD RH7 4P (]
M12 X 1.25 82 17 = 8.5 2 = B —
8327864 STD RH7 2P (]
8327865 | M12 X1 STD RH7 2P 82 17 - 8.5 2 - B @
8327866 | M14 X 2 STD RH10 2P 88 20 = 10.5 2 = B @
8327867 | M14 X 1.5 STD RH9 2P 88 20 - 10.5 2 - B @
8327868 | M16 X 2 STD RH10 2P 95 20 = 125 2 = B @
8327869 | M16 X 1.5 STD RH9 2P 95 20 - 125 2 - B @®
@ =fRERERR @=Standard stock item
% =NEW SIZES

- SRTRRIK - {REBIU/S BRI tk, DRVS iBSEGAHA [FLNT BEUNTTE] .
1REERE 2RI,
PRI EAEFRHIEEER, (BEAZER18um,
2. LR E AR PIREINE R,
3. M2.6LATTCIHHE,
4 4JEISERAP : P (EFLE). 2P: B (SFLA). 1P: StlHlE
5. ATIRFIRIUEANY, SCRESATEFHBOE T 1P £AIES.,
(ELIEISERRSN)
B RSN R Z TR,
FELHENRIRTIESEGAHEAN [FUINT B8N TE] .

B JEISRAFEESR cuting condiion

-Please refer to the “Drilling & Threading Tools” general catalog for length of external
center and shank square dimension £k and DRVS.

1. The recommended TAP Limit corresponds to JIS class 2 internal thread standards.
Upper limit of pitch diameter tolerance is same as RH limit, but tolerance is 18 um.

2. TAP Limit does not gurantee thread limit for the internal thread after tapping.

3.Thread Size = M2.6 : without oil groove.

4. Bc: 4P : P (for through holes), 2P : B (for blind holes), 1P: short chamfer

5. 1P of center surface and incomplete thread is remained to improve tap insertion of
the drill holes.(Excluding short chamfer)

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.

TIHIRE
PTHA e
Work Material %Etﬂﬁuiﬁ
Short Chamfer
e cabon st Pyl 10~ 50 5~ 25 5~ 25 o
T e oAsvLLL 10~ 40 5~20 5~20 o
ﬁ(?j?el SCM 10~ 35 5~15 5~15 o
E?Efemd Steel 25~35HRC 5~30 5~15 5~15 @)
%ﬂeeu sc 10 ~ 40 5~15 5~15 O
. sUs304 5~15 5~10 5~10 o
f;'?ppe, Cu 10~ 30 5~20 5~15 o
= Bﬁipiﬁ{j Bs-BsC 10~ 30 5~20 5~15 o
iﬁiﬁﬁoued Steel Al 20 ~ 50 10~ 30 10~ 25 (©)
A‘?‘fﬁ,ﬁﬁ Casting AC-ADC 20 ~ 50 10 ~ 30 10~ 25 o
Efﬁu@w%zﬁng ZDC 10~ 30 5~15 5~15 O

E IRIRRERER TS (B8) .
* 10 DTSN MR RSB A RAOKEHEIRRA.

BEO B&0O BestO GoodO

Note : The indicated speeds and feeds are for tapping with chlorine-free water soluble coolant.
*1 : We recommend using non-water-soluble coolant or highly lubricated water-

soluble coolant for stainless steels.



shaping your dreams

BX1#l (%) BEIRARAA

0OSG Corporation

XA (L) A58

ik iR TRIKTER1133S KTkELT $7T17A110/21003-07585T

E3iF: 021-52552588; {&H: 021-58883300; HR%%: 200051

BREH (L) FiBES

ek TR hES S 1-2&HAE 10042

EHiE: 0510-82739271; {£HE: 0510-82739220; HR4w: 214074
XA (L) SSiHisESSEr

et EEEEHhEX SR ThOEFE2101=

E3i%: 0553-5868160; f{£EL: 0553-5868190;  HP4w: 241000
B (L) BNES5Er

ik N X REE 251 B A IHARE33A16

EiE: 0512-62388327; {£E: 0512-62388320; Hp4m: 215000
B (E8) HumRILESAT

itk FFRLL XA O bR S 0SS R IRERR 37412158 5T603=

E3iE: 0571-82757757; {5E: 0571-82757767; HB4R: 311215

CEH, (L) SRS
AL i LA R R IEA66 SBAE604- 12
FiE: 0574-88161548; {&H: 0574-88134670; Hp4m: 315100

BXEA (Ef) D RE

dodlk: TOMNTERAXAMEITEER161ShZ=E R HARE300122A06-0755T

EiE: 020-38210423; {£H: 020-38210425;  Hpgw: 510610

BRLA, (L) HYIIESSAR

bt Y| tEE X A E L P R R S5 O CRE2112

E3iE: 0755-83566532; f&H: 0755-83558854; HB4m: 518017
KA (L) SERDAE]

bt JERTHEAMRXEREISAET 1 9S EFRAEARE18-05C

E3iE: 010-85261018; {&H: 010-85261016;  HB4: 100004

KR, (Eif) REHAE]
ik REMRI XS SR — SO RS #720/E2007=
F3iE: 022-23037566/022-27357729 HB%m: 300100

EREH (L) #BLLIEESER
ek FREHUHREERENTEE NERESRTOA28R1213=
EiE: 0757-86777181 HR4R: 528200

BRLAN, (L) ABIHERSSFR
bt SEREEARMN TS LRSS 138 SR ILEAT3I 5152551002
EHiE: 186-3092-1318; HR%m: 450016

BXEH (E¥S) Pa%ssshT

ik PRRTIARRK RIS FAREfrE Il OARE20022

ESiE: 029-88860594; f{&H: 029-86182003; #HBgm: 710018
XM (Ei) KEDAT

otk KEFFRXECERRAEB2006

FEiE: 0411-87655185; {&E: 0411-87655186; HB4%: 116600
B (Ei5) BBDAE

Motk BEBHHICKERER30ST5IAS 73 SHE285T12022

E3iE: 0532-66775787 f{£H: 0532-66775797  Hp4R: 266034

BRLAN, (L) SEMRZESSAR
HhE: SRR 19-25 L= ERFRCEE1311
EHiE: 024-22852762 BR%m: 110000

BREHL (L) KEBSA
ol KED e XA EETKERARES04S
FHiE: 0431-89388499; f&H: 0431-89230366; HB4%: 130012

BREH (EHS) PREBSRSSAT
Hollk: PRETEVRX ARSI 27 S ERR2 1R 15558035
EEiE: 028-65783992; f{&ZHE: 028-85005292; HBgR: 610042

BREAH (LiS) BRE\ESAE

itk BRI X IRANESILIE 18Tt Eub4iE12-1

EBiE: 023-67136872; HB4R: 401120
BREAL (LiS) EiXESAT

Motk BN LN X EER L TRBEE12172

EBiE: 027-85557360; HB4R: 430021
BREH (Li8) KBS

ek SREREN KRB SRS SITCARIF()3405-03=
E3i%: 0769-81550050 f{&EL: 0769-81550030; HB4R: 523845

Http://www.chinaosg.com

CTTEETY 400,888 2086

E-mail:business@chinaosg.com
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