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High strength thread design
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o Improve the thread strength and
prevent early breakage on thread by
special high strength thread design.
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Flute with new geometric design
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Let chips curl steadily and reduce the
risk of intertwining upon great chips

removal space.
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TP-Coating

Exclusively developed surface
treatment TP-Coating
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With its excellent wear resistance and
lubricity, extending the tool life of
cutting tool.
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Flexible lead design with OSG
specific patent.
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Adding unequal lead design on the
flute end of Spiral Flute Tap to
achieve efficiency of chips removal
performances.
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Flute with new geometric design
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The groove design enhances the
performance of chips removal.
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Special thread design
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Reduce the processing resistance

and improve the roughness of
internal thread.
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TP-Coating
Exclusively developed surface
treatment TP-Coating
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With its excellent wear resistance and
lubricity, extending the tool life of
cutting tool.




ﬂulﬁ'fﬁu Cutting Data

. ﬂﬁjﬂ'l‘ﬂfﬁg;}n\mﬁ The tool life test of a taps.

IEgzzpal=] I-SFT Hth 8= m
Tool M8 X1.25 Competitors HDI?FL%I Tapping Holes
0 1?0 2?0 3?0

DO TA%t
Work Material SCM440( 32HRC)

- ATREEANT
Bz 6.8 X 22 mm 7R (iE7L) 2-SFT 235 Flnore: [t
Drill Hole Size Depth Through

44353 NS0 iR

$§p;n’;'}{e§mh 16 mm H@ﬂ‘;‘pﬁ-‘ﬁzﬂﬂ 189 FL Holes o age
VIHRE :
Cutting S;ed 8 m/min
g0 = le: bl SEIELT IR
Coolant Soluble Oil
{SEFRHIAR Brother S700X2 37N T =il
Machine Vertical Machine Center
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High strength thread design paired with rigid tap holder can
stabilize the broach power of axial force , decrease the hole-
dilating , and effectively increase the tool life of cutting
tools.
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Better performance on torque compared to competitors.



t”]:l:%{ﬁu Cutting Data

. ﬂﬁjﬁll‘ﬂzﬁgﬁl\”iﬁ The tool life test of a taps.

EAIE ¥-POT HAE M
Tool M8 X 1.25 Competitors HﬂI}L?& Tapping Holes
0 1 09 20? 300‘ 400‘ 5?0
NI
Work Material SCM440 (32HRC)
an,
- AIYREEANT
J'E'E?rlfé 06.8 (T.E__}l.r) z POT 500 }LHoIes Mild V‘\zar :
Drill Hole Size . Blind Still Running
S INT|=z NT{=
$§)i_2ir:;k§)th 22 mm Ei?rrﬁ)?itznn 500 }LHoles Seveereér :
Stop Tapping
VIHRE ;
Cutting S;ed 12m/min
HIHHF ST EHF
Coolant Soluble Oil
0T ANAR Brother S700X2 37z T ()
Machine Vertical Machine Center

SRR AHITP-Coating EERNE, ATLAIASHITIN-Coating %:S/JT\ EUtBABDF= &k competitors
BEEsNmERT. - A . %?mmjlc
Exclusive TP coating can have better wear resistance compared pilclvcay cvere yvear
to existing TIN coating.
=317/ NN
. tﬂEﬁﬁﬂkXﬂ'tb,}n\Ulﬂ Comparison between shape of chips.
E=zpal=! 3-SFT i Uii/N
Tool M12X1.75 Competitors INTFLEN  Tapping Holes
0 1 09 200‘ 300‘ 400‘ 5?0
ITAEL SCM440 (32HRC) o
BEHRV/IN
) HEBrRT
AR $10.8X 35 mm 3% (B7) ZSFT Ll wiover:
Drill Hole Size Depth Blind Chips Smoothly Discharge
EiRp;
WRE 24 mm AN 450 FLroes | DEERE
Tapping Depth Competitors Twisting Chips
TIHIERE :
Cutting S;ed 8 m/min
L7813 KA _
Coolarllt Water-Soluble et e o Jﬁ’%}‘u ‘_.‘f
INTAU MAKINO V56 3Zz{Ui0 TG et ———— - i
Machine Vertical Machine Center
m. ~ s e W o
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Flute with new geometric design,can let chips curl steadily 2-SFT E{th/NEF= 5 competitors
and reduce the risk of intertwining upon great chips removal YBRARIEE YIEBRARESE

space.

Stable chip shape
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Chip shape get worse
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Type 2 = 77@77
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Z-SFT mgﬁﬁdtgi_é%& Spiral Fluted Tap . !
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M HSSE TP 30° ﬂ “ Type 3 } ‘ Y
DIN371 DIN 376 —"
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Ly QQ\A
B Unit : mm LF
Ems B R~ BE | UEEERE =R |BOEhRE| @ik iz P75 EBR~T biZneSit] TS
EDP NO. Thread Size Tol. Lc LF THLGTH LU DCON DRVS Type DIN
990006 M3X0.5 6HX 2.5P 56 4 18 35 2.7 1 DIN371
990016 M4X0.7 6HX 2.5P 63 5.6 21 45 3.4 1 DIN371
990026 M5X0.8 6HX 2.5P 70 6.4 25 6 4.9 1 DIN371
990036 MeXx1 6HX 2.5P 80 8 30 6 4.9 2 DIN371
990046 M8X1.25 6HX 2.5P 90 10 35 8 6.2 2 DIN371
990066 M10X1.5 6HX 2.5P 100 12 39 10 8 2 DIN371
990086 M12X1.75 6HX 2.5P 110 14 44 9 7 3 DIN376
990106 M14X2 6HX 2.5P 110 16 44 11 9 3 DIN376
990126 M16X2 6HX 2.5P 110 16 50 12 9 3 DIN376
AN
MF  HSSE ol
P 300  DIN371 DIN374 -
BT Unit : mm
BEas R RS BE | TEEEER £ (BOEEE| #@Ek g P75 ERR~T bz reSit] TERAE
EDP NO. Thread Size Tol. Lc LE THLGTH LU DCON DRVS Type DIN
990056 MF8X1 B6HX 2.5P 90 10 35 8 6.2 2 DIN371
990076 MF10X1.25 B6HX 2.5P 100 12 40 7 5.5 3 DIN374
990096 MF12X1.5 B6HX 2.5P 100 14 40 9 7 3 DIN374
990116 MF14X1.5 B6HX 2.5P 100 16 40 11 3 DIN374
990136 MF16X1.5 6HX 2.5P 100 16 42 12 9 3 DIN374
DIThe | O o] e | AeR | ARWEEN | BB |AeW| @ 26| 59 | BW| ©R | Bas | #as |mas
Work | W (Cz03%) | #HHk s feg | B B | B
Material [\, Carbon| Medium | High Alloy Alloy Steel  |Ductile|Stainless|Copper| Brass | Brass |Bronze|Aluminum |Aluminum|Magnesium |Zinc Alloy
Steel Carbon | Carbon Steel Hardened Steel | Cast | Steel Casting Rolled Alloy Alloy Casting
Mild Steel | Steel Steel Iron Casting | Casting
BmISS \ | C~0.25% |C0.25% SCM'SCr+| SCM440
Abbreviation ~0.45% C0.45%-~ SNCM 28~34HRC FCD| SUS | Cu | Bs | BsC | PB AL |ACADC| MC ZDC
2-SFT O © © © © O OO0 |0 O © O O
==
OHFEE o Limit
P=<0.6(40F L H)HF=R P=06 (TPIZ40) P=0.7(36F LI JHIF=M P=0.7 (TPI=36)
B{Y:mm ( n=0HZ) Unit : mm (n=0H number) BA{ : mm ( n=0HZ) Unit : mm(n=0H number)
HM3X0.5 ch +100 —— [ OH#EE oHLuMIT +100 HMI10X1.5 th OH¥EE oHLMmIT
Example M3X0.5 4z 4 +g5 ©OH6 Example M10X1.5 4z +120 | 120
— i — OH6
ERNE: '§ 80 w70 OH° ERZE: 5 +100 +100
0.010+0.015xn <= T 0.020x n = g0 OHS
upper limit : g +60 —— 455 OH4 upper limit : g +80
0.010+0.015Xn 5 0.020Xn 5 o
TRE: i:; +40 - TaE: g o
ERE-0015 L ow FAE-0020 2 1 0
lower limit : lower limit : OH2
(upper limit 0015 +20 1 ony (upper limit )-0.020 +20 - +20
ERE | RERR OHi
Basic pitch dia. 0 Basic pitch dia. 0
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Type 1
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Z-POT wﬂﬁ\%i—i%ﬁ Spiral Pointed Tap -

,{44,,4u,,44,,,4,

| |DCON

THLGTH THLGTH

LU LU

LF

L

Fl— 11—

THLGTH

+ |DCON

Type 3

DCON

M HSSE = == Types ; >
TP DIN371 DIN376 —
4%
LU S
B Unit : mm &
BRe B RS BE |[TEER| £ (BEEE| @ik WwE | AR | EEsE | ERGE
EDP NO. Thread Size Tol. Lc LF THLGTH LU DCON DRVS Type DIN
990146 M3X0.5 6HX 5P 56 11 18 35 2.7 1 DIN371
990156 M4X0.7 6HX 5P 63 13 21 4.5 3.4 1 DIN371
990166 M5X0.8 6HX 5P 70 16 25 6 4.9 1 DIN371
990176 MBX1 6HX 5P 80 19 30 6 4.9 1 DIN371
990186 M8&X1.25 6HX 5P 90 22 35 8 6.2 2 DIN371
990206 M10X1.5 6HX 5P 100 24 39 10 8 3 DIN371
990226 M12X1.75 6HX 5P 110 29 44 9 7 4 DIN376
990246 M14X2 6HX 5P 110 30 44 11 9 4 DIN376
990266 M16X2 6HX 5P 110 32 50 12 9 4 DIN376
ME HssE o e B
DIN371 DIN374 B3 Unit : mm
ERS BR BE |(TEEER| £k |BaSRE| @K WE | OAERT | EEEEE | s
EDP NO. Thread Size Tol. Lc LF THLGTH LU DCON DRVS Type DIN
990196 MF8X1 6HX 5P 90 22 35 8 6.2 2 DIN371
990216 MF10X1.25 6HX 5P 100 24 40 7 55 3 DIN371
990236 MF12X1.5 6HX 5P 100 29 40 9 7 4 DIN374
990256 MF14X1.5 6HX 5P 100 30 40 11 9 4 DIN374
990276 MF16X1.5 6HX 5P 100 32 42 12 9 4 DIN374
NTAAE | BRI RN BRER | AeW | GNERW | HE AR B BE ER BR| R | #5 Eae | #A%
Work LY (C203%) | &% ok 2E ok 7t s
Material || oy Carbon| Medium |~ High Alloy Alloy Steel  [Ductile|Stainless|Copper| Brass | Brass |Bronze |Aluminum|Aluminum|Magnesium |Zinc Alloy
Steel Carbon | Carbon Steel Hardened Steel | Cast | Steel Casting Rolled Alloy Alloy Casting
Mild Steel | Steel Steel Iron Casting Casting
HRICS » -SCr-
Robrevaton\ | 0 e COa500~ S MCT M |FCD| SUS | Cu | Bs | BsC | PB | AL |ACADC| MC | ZDC
2-POT O © © © © O |00 |0 | O © O O
ITIES WETFE: YDHISERR+ 35

(AMEIERE(ER IR LLE)

(Tapping point on using spiral pointed tap properly.)

TMFALERLTIRIRER, HBEIRENT
HimEBLH1~25F, ARETIREIRFIAEL.

The secondary flute should exceed the face of component by
1~2 threads while tapping, so that chips could be discharged
smoothly.

O
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Recommended: Chamfer + about 3 threads
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The secondary flute should exceeds the face of workpiece
by the length of 1~2 threads during tapping process.
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Tapping depth is insufficient if the secondary flute doesn't
go through the workpiece completely.
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%&Fﬂé%@%ﬁ Recommended Drill Hole Size

é}%ﬂﬁ’%&é}‘( Metric screw threads

B4 Unit : mm

R/AVERFLE RARRFLE
mjggyﬁt_r ﬁﬁﬁ}lﬁé Min. drill hole dia. Max. drill hole dia.

Thread Size Recommended drill hole dia. %’ﬂ%fg]\ﬁﬁﬁ |EU|SZ£&FE 4AHFE SHER 6HH

For all limits For JIS class 2 For 4H For 5H For 6H
M 3 X 05 25 246 2.59 254 2.57 2.59
M 4 X 07 33 3.25 3.42 3.35 3.38 3.42
M 5 X 08 4.2 4.14 4.33 4.25 4.29 4.33
M6 X 1 5 4.92 5.15 5.06 5.1 5.15
M 8 X 125 6.75 6.65 6.91 6.81 6.85 6.91
M8 X 1 7 6.92 7.15 7.06 7.1 7.15
M10 X 15 8.5 8.38 8.67 8.52 8.61 8.67
M10 X 1.25 8.75 8.65 8.91 8.81 8.85 8.91
M12 X 1.75 10.25 10.11 10.44 10.31 10.37 10.44
M12 X 15 10.5 10.38 10.67 10.56 10.61 10.67

HEERAEERTIRIS2RAENAE. (FESIE)ISIE-HARSIHAIAIRN)

The recommended tap limit corresponds to JIS class 2 internal thread standard.

tJJ \E’U%#F?E Cutting Conditions

Bl >-SFT

TIEERE 10 20 30
Cutting Speed ‘ ‘ ‘ ‘ ‘ ‘ (m/min)
U . 'Jj
o, S spsc o0
Mild Steel
HEBEN sasc 7 R
High Carbon Steel
S SCM - SCr - SNCM 37 EER
a2 - BRIN  scma40
=0.3% 3-5 K
%(ﬁ;gtgel/) Hardened Steel 28~34HRC -
e AC
iﬂﬁnﬁsﬁiﬂ:&sting ADC oL
%;%%i%on FCD 3-7 7-12

M >-POT

YIBIERE 10 20 30
Cutting Speed ‘ ‘ ‘ ‘ ‘ ‘ (m/min)
Uu . Ll
o EEEN sosc 515
Mild Steel
Tl eime 510
High Carbon Steel
ﬂ%ﬂg SCM - SCr - SNCM 5-10
@%*3@/-) BRM  scM440 s 813
AIIo=y S;eelo- Hardened Steel 28~34HRC
BEet AC
iﬂnﬁn%nﬁijﬁasting ADC 815
e FCD 510
HEF N4 ATLANI TSRk
Advisable Possible

1 IBRIESS AR I TESUSE SR HIERE,

1. Cutting speed should be adjusted according to the machining conditions.
2. The indicated speeds and feeds are for tapping with water-soluble oil.

2. BB AERE BT ERKA .
SARIEIRIERIEENR, AIRERRERDARIEIEE.

4 BRRLEERWN) A SERTI. GHIEES, B

KBTI,
(k) HEEBINTHUE

EERME L)

3. Depending on the coolant condition, it may be unable to achieve 100%
performance.

4. Although taps with end mill shank are compatible with a collet holder,milling
holder and etc., use a holder with a detent.
( % ) Please set cutting speed carefully.
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shaping your dreams

BX1#l (%) BEIRARAA

0OSG Corporation

XA (L) A58

ollk: iR TRIKTER1133S KTskELT $7T1A110/21003-07585T

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

EREH (L) FiBESH

ek TR hES SE -2 AE 10042

EBiE: 0510-82739271; {£HE: 0510-82739220; HR4w: 214074
XA (L) SSiHHsESSEr

et EEEEHhEX SR ThOEFE2101=

E3i%: 0553-5868160; {£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

otk FFRLL XA OIS 0SS R IRERR 37412158 5T603=

E3iE: 0571-82757757; {5E: 0571-82757767; MB4R: 311215

BCEH, (L) SEmssT
AL i LA R R PIEA66 SEAE604- 12
FiE: 0574-88161548; {&H: 0574-88134670; Hp4m: 315100

XA (Ef) D RE

dodlk: TOMNTERAXAMAIFEER161ShZ=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 55 O CRE2112

E8iE: 0755-83566532; f&H: 0755-83558854; HB4m: 518017
KA (L) SERDAE]

bt JERThEAMRXEREISAET 1 IS EFRAEARE18-05C

E3iE: 010-85261018; {&E: 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 NERESRTOA2HR1213=
EiE: 0757-86777181 fR4R: 528200

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

BXEH (E¥S) Pa%ssshT

Holik: PRRTIARRK RIS FREfrE kU 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 BEBHHICKERER30S5IAS A3 SHE285T12022E

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

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

BREHL (L) KEBSA
ol KEh e XA EETKERARES04S
FHiE: 0431-89388499; fEH: 0431-89230366; HB4%: 130012

BREH (EHS) PREBERSSAT
Hollk: PRETEVRX A REIRIIR27 S ERR2 1R 18558035
EEiE: 028-65783992; f{&ZHE: 028-85005292; HBgR: 610042

BREAH (LiS) BRE\ESAE

itk BRI X IRANESILIE18EFifEaEub4E12-1

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

Motk BN LN X EER L TRBEE12172

EBiE: 027-85557360; HB4R: 430021
BREH (L) FR=BEEH

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