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Highly Efficient Multi-purpose Forming Tap
A-XPF - A-OIL-XPF - A-LT-XPF - A-LT-DH-XPF
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Do you have any problems with tapping?

SERANTERNFTERARRHBARE. A-XPFEIMENENSRIENS, EETTEr=t.
ERAIXIRL SZ I TR IR R AR RIR = o

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.

bapsi

I&ﬁ}]ulﬂgﬁl@ TOP3 Tapping Troubles

No.1 #7#R -

EE.DJ Breakage and chipping 26%

No.2 ﬂ?&*‘%gma Dimensional error 17%

TEENERE
" wﬁ "

No.3 =5

FEEE calling 14%

Main factor is chip
packing

H{ﬁ", Others 43%

FRRR . AATEABIER

Source: OSG Technical Consultation Division

T BIRBE K

Improves productivity with zero cutting chips

SCHYEBEFIRY
Ll
I
[PAT. in Japan]

Special chamfer
specification
Achieves low thrust

RERLERIE
YRS
W=

[PAT. in Japan]

Special thread

configuration
Improves thread rigidity

LT R
VIi&E
[PAT.P.in Japan]

VI coating dedicated
to high-performance
taps

MR

W RESE
Powder Metallurgy
HSS(CPM)

High wear resistance

»EE{EBEjJ ggim*,%%}]u I Stable machining with reduced thrust

EFFIE A-XPF M3 X0.5 2P A'XPF L\/MIFZEJ Conventional
Tool .
TR [N] [N]
Work Material SCM440 (30HRC) A0 f-mmmeer e A0 f-omrr e
[Tl $2.8X9mm(57L)
Drill Hole Size Blind 30 -rrrrrr e
RUKE
TappingTength 6mm (2D) 5% 20 5%
Al 15m/min 5 5
Cutting Speed (1,591min"") £ £
. KAL) 10
HIEEF FT& 2045
Coolant Water-soluble ' "
Chlorine-free (5%) ( Ml - W
- . 0.5 1 1.5 2 0.5 1 1.5 2

SRR ﬁfg%?”” B (5) B7A (s)
Machine . - Time

Vertical Machining Center

}JuI&&g ¢ ﬂﬁjﬂﬁﬂ’\]f&%— Improved machining efficiency and durability

SRR AR, RETIREIME

Improved cutting edge rigidity by a special thread shape

- ——imEE
° }/I/I llt%}; = Lubricate layer
coating N
M E R E

EEEEE. WAL, TBERRE, WearesstontLayer
EBRTERENT MR

Coating with high-hardness, oxidation resistance, and excellent Toughness layer
lubricity that is suitable for high-load machining =i

Base Metal

BEE sEmE | BEGPY | Bae) WED  REMEREE) WERE | WEEE | g
Coating Color Coating Structure Hardness Teor:‘(i’;j::ai?:re Streisg;t)l? ROL:Jgr}'?::SS ReSiSi::]Ce Res?stal:%e Toughness
CREGZEE
Black Cr-based co?n?osite muhiﬁyerﬁlm 45 1,100 © ¥ (©) w @)
VIRER OSG RSt AYEMETIR. Vi coating is registered trademarks of OSG Corporation. (o) O—O—vr (BfE)
Fair Best

8
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Features

18 iR DS LE B [E) TS 20 BETR

Energy conservation by reducing machine downtime

D BTYIEEE SR TR 3 # R 0 X R E R B RS LE R 1],
AIXIMREERNMNT, AT EIhERERE.

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

/

B ELEFRBSINTSEPARATEE, AR EFENTBHERE.

Forming taps do not generate cutting chips during threading, which reduces the overall amount of chip accumulation.

tﬂﬁﬂﬁ%ﬁ Cutting taps A-XPF
PERRENREE
tﬂEaEE}LI]HIHﬂ'FﬂE | Visual image of accumulated cutting chips
Cutting chips only from pre-hole drilling! 7 L%e ---------- ;
1
% :
B '
& i
N LERYE i
= Chips from v
E) threading !
E :
2 1
= 1
| | .Y ... !
2 A"
JEFLINT N T T BT g : :
e e Pﬁiﬂ]’”“"g fresdng s sﬂ;n cmpﬁﬁ%ﬂﬂﬁmng A
£ Al
= YA 224 A-XPF

Cutting taps
KRBT ELHER BRI 4B RNRILE.

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

WEEMIARSMINE. FEEEE.

Enabling uninterrupted machining improves machining efficiency and reduces power consumption.

=T AXPF BN BRI 100FLE B9FEER EF0 0N LA A
Tool - Spiral Fluted Tap Power consumption and processing time when machining 100 holes

< - N )y
Ry M6x 1 (Wh) 30070 tnTagiay ®

3 Cutting Time
INTAA# - 300
Work Material 545¢
JEFL ®5.52X15mm (BFL) | @5X15mm (&) I
Drill Hole Size Through Through %é 200 %
-200
LR ; in- B 1]
Cutting Sxpeed 30m/min (1,592min") % .
WK | e =
Tapping Length 12mm(2D) § 149.08 ES[EIsyS 100 5
S Approximately o

gl = izl AKBMELDEIRF TTE2015 g 00 45% reduction
Coolant Water-soluble Chlorine-free (5%) S
(EFEH 7zUINTA G (BT30)
Machine Vertical Machining Center 0 0

A-XPF IREIE L

Spiral Fluted Tap

AREIE L R & R B RS SEWIS LE6IR

*The machine stopped 6 times due to entangled cutting chips of the spiral tap.
KUAER—N5G),  ERERBATRIRINTHRE.,

*The above is an example; result may vary depending on tool size and actual
machining environment.



}JDI&E Cutting Data

SR DHIEVEMVERE, ATSLIRRE - BRERINT

Special chamfer specification and VI coating enable stable and high-efficiency machining

. /_] \{féﬂg}]ﬂ I Small diameter threading
PR 2 SEEL/ME DN TR R AN

Achieves excellent durability in small-diameter machining by reducing thrust

E(EFIE A-XPF M1X0.25 2P HHI}L#( Tapping Holes
IOTAA%Y 0 2,500 5,000 7,500 10,000
Work Material SUS420J2 (192HBW)
JiFL 0.91%3.5 (B7)
Drill Hole Size ¢ mm B?nd A'XPF 10,0007}, Holes ?ﬁ-ﬁﬁning
UK E
Tgppiﬁ;ingth 2mm (2D)
IBEE . . . -
Cjaﬁijr%zeed 10m/min (3,183min"") yﬁ,—j:lﬁl 7,5613L Holes i’iﬁage
IR ABMELIERF TTS2015
Coolant Water-soluble Chlorine-free (5%)

i srEINT A (BT30
ikl T o Sy B2 B FE AR R 4RA0 VIR T (A S AT A

Outstanding durability even when machining small-diameter threads in martensitic stainless steel

. %EE*Z*#}JD IEgtJJ \E’UEEEEB O m/m i N Achieves cutting speed of 30m/min in high-hardness material
FRAVIRENRIER, SEINLSEEMF

High-speed machining of high-hardness material with the synergistic effect of VI Coating

E(EFIQ A-XPF M6X1 2P NI FLEX Tapping Holes
0 3,000 6,000 9,000 15,000

A SCM440 (30HRC) | : : : :
Work Material BiR
=3 ¢5.52%19mm (&71) (000 Wear
Drill Hole Size Blind A-XPF e
Ii&ﬁf'; 13,000_7(L Holes
Tappingfength 12mm (2D) Wear

s i . ) o
Eﬂﬁi{%}gﬁed 30m/min (1,591min"") # o 2197, Holes ﬁiyf&

5 o AEFE

e AR TS 20 Conventional i
Coolant Water-soluble Chlorine-free (5%) 100L Holes Wear
FEFRHA BTG (BT40)
Machine Horizontal Machining Center

AENE - BEINT SCM440 (30HRC)

HATIEIRR, LA ROERRE TN, Achieves high-speed and stable machining in SCM440(30 HRC)

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

- ﬁ‘iﬂﬂ]% Guide for Icons

n ME Tool Materials %EM Surface Treatment tﬂﬁﬂ%{# Cutting Conditions

oM HREEN W_— VIR T FRMSIERERATERD
Powder Metallurgy HSS(CPM) Vi VI coating Indicates page number for cutting conditions

s



TALRSHFLAZR, REJIENINENmAEE

Optimized coolant hole shape improves tool rigidity and welding resistance

. m?ﬁ*ﬁ'&ﬁgﬁ% Improved breakage resistance
A SEHRERIK F4p N T

Enables stable, long tool life machining

ELEIHIE A-OIL-XPF M5 % 0.8 2P I]DI}L& Tapping Holes
0 1,000 2,000 3,000 4,000 5,000

JUTHIEY SCM440 (30HRC) | | | | | |
Work Material ks
&AL 04.64%X12mm (G&7L) 5,000, Holes still Running
Drill Hole Size Through A'OIL'XPF
W 10 5,00031, Holes inaing
Tapping Length mm 5

Al ;ﬁ =

5o X X 429 !
’gg?tlijng Sxpeed 30m/min (1,910min") HATER L Holes Breakage

o v : Competitor R
D] BRI 201 (PIEBELH) 2,0913, Holes 715
Coolant Water-soluble Chlorine-free (5%) Internal
EFRHAR AN (BT30)
Machine Vertical Machining Center

A-OIL-XPF

5,000}[, Holes

. mgB{ﬁiﬁ 7 TIEET%_ Hﬁj;gg'& Improved resistance to welding with internal coolant

ESEIINTIH, LALEENREINT

Achieves stable machining without welding in aluminum die casting

HHIR A-OIL-XPF M5X0.8 2P AT FLEL Tapping Holes
0 1,000 2,000 3,000
INTApH \ \ \ \
Work Material ADC12
J5FL ®4.64Xx16mm (iE7L)
Drill Hole Size Through A-OIL'XPF 3,0003(, Holes SE;Eﬁ&R%ning
WK
Tappingfength 10mm (2D)
HIEIERE : .
Cutting Speed 50m/min (3,185min") AOILXPF
g =iz e5dl IKAMEIEIERF 552015 (PIERAER) 3,000, Holes
Coolant Water-soluble Chlorine-free (5%) Internal
EFRHA SN (BT30)
Machine Vertical Machining Center

%
By
H
[y
=

Cutting Data




DDI&E Cutting Data

AEATFHSINT, mEDEFY

Compatible with mist coolant processing to reduce waste

i< iHFL A-OIL-XPF B SE7E S i1 T R AEIR G RE R A K.
EMENTAFRBALE, AT ERFY.
T EYIEIERAR SRR L, B TRENIIRER.

The A-OIL-XPF with internal coolant holes provides stable durability even in mist coolant processing.
Mist coolant cutting eliminates the need for waste oil disposal, which helps reduce waste.
Furthermore, there is less scattering of cutting oil, which also leads to an improved work environment.

/

ERIR A-OIL-XPF M5X0.8 2P DNIFLEK Tapping Holes
0 1,000 2,000 3,000 4,000 5,000
Tz \ \ \ \ \ \
Work Material ADC12
&=L, $4.64X16mm (GEFL) FT4R4R
Drill Hole Size Through A-OIL-XPF 5,0007], Holes Still Running
WK
Tapping Length 10mm (2D)
PIRERE ; in- N 5
Cutting Speed S0m/imin (3,820min") LAfEri 3,000%, Holes ok
Conventional Welding
PIEH MQL (PEB{HiE)
Coolant Internal
{EFEWM" ﬁl‘iﬁJJDI|¢IL‘F: (HSK63)
Machi Horizontal Machining Cent
achine lorizonta lachining Center A_OIL_XPF L)\E;:Iﬁlq ————
5,0007(, Holes 3,0007, Holes
J A 1
. m %B{;:I\:[E 7 ﬁm% [2] 8] 'Lt Long tool life with internal coolant
= ] A = LN -~ AN
RENBIRER, NLSEEMRHEIKED
Stable tool wear enables long tool life in high-hardness material
fERIR A-OIL-XPF M10X 1.5 2P AT FLEL Tapping Holes
0 1,000 2,000 3,000
INTazst \ " " i
Work Material SCM440 (30HRC)
JEFL ©$9.25X25mm (&7, a4k
Drill Hole Size Tr(1rougr)1 A-OIL-XPF 3,0007(, Holes S_-lti-ll Rﬁling
WK
Tappingfength 20mm (2D)
PIElERE ; in- N
Cutting Speed 15m/min (478min") i')\?IFEI%I 2,500, Holes
onventiona
g = hize5 IKTAMEAIRF FoS12015 (PIERHLiH)
Coolant Water-soluble Chlorine-free (5%) Internal
ﬁﬁ?ﬂﬁﬁ HEEUJD%AEPLD (BTC40)
: Zont i t
achine orizontal Machining Center A-OIL-XPF UEF=EL Conventional
3,000, Holes 2,500 Holes
qllqi:q'ql r|I"|
R 111




RFLAKHRELI AT X R 10DRFLINT

Supports 10D deep hole machining with an optimized long shank design

B RENA ML 221K E(10D) BN T

Machining of stainless steel effective thread length (10D)

ERHEERILINTHEEREFNESEE

Achieves high thread accuracy even in challenging deep hole machining application

%
By
H
1
=

Cutting Data

fEAIR A-LT-DH-XPF M4 X 0.7 X120 2P
InIAARE

Work Material sus304

7L ¢3.7x46mm (57L)
Drill Hole Size Blind
WK

Tappingfength 40mm

PIHEIERE : .
Cutting Sxpeed 4m/min (318min™")

g =[5l KR TIEIHRF FoE 201
Coolant Water-soluble Chlorine-free (5%)
EFHAR RN G (BT30)
Machine Vertical Machining Center

T2, IREEIRE RN RFRIRNT

Excellent internal thread profile, free from burrs and minimal pitch error

B By H
Workpiece Cross-section

2 FLEM
@ | | @ | | ® | Hole Entry
0 A
‘ PIIRSIM Internal Thread Side ‘
-2
40 38 36 34 32 30 28 26 24 22 20 18 16 14 12 10 8 6 4 2 0[mm
WK
Tapping Length
LE3AES/IPN
Close-up of Thread Section
[mrn]
® 60° 34
oo W/V\ /V\ /V\ /
o
c
'GEJ 0.700! 0.700 0.700 0.700 0.700
\
OD- WKMUEJ Internal Thread Side
60 58 56 54 52 50 48 46 44 42 40 38 36 34 32 30 28 26 24 22 20 (mm .
X%LDE‘JE?ZX’(E‘%J‘*E%EE :EE!H:/E%DDIWE}F]}LE@JE*H@FE&
Thread height reduction at the hole entry is attributed to the pre-drilled hole machining process
[mm]
@ 06 60’34
th o4
B o
= 00
5 X
2 . L 0.700 I 0.700 l 0.700 \I/ 0.700 J, 0.700 J
s 02 f 1 i t > t
PERL M Internal Thread Side
244 242 240 238 23.6 234 232 23.0 228 226 224 222 220 218 216 214 21.2 21.0 20.8 20.6 20.4 20.2 (mm]
[mm]
@® 06 60°34
§E 04 / 3
N 02 S
IS
37| 00 0.700 XL 0.700 S 0.700 L 0.700 S 0.700 N
[=] O 1< K < il
- ® REBE Internal Thread Side
w

40.0 39.8 39.6 39.4 39.2 39.0 38.8 38.6 384 382 380 37.8 37.6 374 37.2 37.0 368 36.6 364 36.2 [(mm]

WKE
bos ©

Tapping Length



}JDI&E Cutting Data

IR EFL TR EREER B/ NEBE TN T

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

FEDHIE (VIRIHESDK: 1P)

Short chamfer (length of chamfer: 1P)

. %—EE*Z*;‘LEQBHI Machining of high-hardness material

IR A-XPFM6X11P

ool

InTHast

Work Material SCM440(30HRC)

Il ®5.52X15mm (57L)

Drill Hole Size Blind A-XPF
WHKE

Tappingfength 12mm (2D)

IR . -

Cutting Sxpeed 10m/min(530min") -
P ACEPEIBIEH 204 Conventionl
Coolant Water-soluble Chlorine-free (5%)

SEFEHUAR E=CIN TR0 (BT40)

Machine Horizontal Machining Center

DHI}L%‘SI Tapping Holes
3,900

1 ,900 2,900 4,?00 5,900

iR

4,000, Holes Wear

ERiR

4'859}l" Jleites Large Chipping

8547, Holes iﬁ*ﬁ

reakage

1,000, Holes HHR

Large Chipping

. /J VI{%E"J}]D I Small diameter threading

ERIR A-XPF M1%0.25 1P AT FLEK Tapping Holes
0 500 1,000 1,500 2,000 2,500
ITAE $US420J2(192HBW) ‘ : : : ! !
FTAkER
FR_}L: ®0.91X3.5mm (E}L) 2,1607], Holes Still Running
Drill Hole Size Blind A-XPF S
[=]
WHKE 2mm (2D) 2,1607, Holes still Running
Tapping Length
‘4| 3 . . =1
{C:Eﬁijr%fs%eed 10m/min(3,183min"") 1,16070, Holes iR
L\)\&Flﬁ Breakage
tﬂiﬁﬂiﬂiﬁﬂ 7J<‘I§'EW§U5E%‘U %%20{%: Conventional ;ﬁ;ﬁ
Coolant Water-soluble Chlorine-free (5%) 1,4487|, Holes Breakage
{EFEAAR NG (BT30)
Machine Vertical Machining Center
e
. %ﬁﬁ&%iﬁﬁ, ﬂﬁjz’&%m Stable durability with special thread specification
IR A-XPF M3X0.5 1P INTFLEK Tapping Holes
0 500 1,000 1,500 2,000
INTAA% SUS304 \ \ \ \ \
Work Material ] kG
1,800 | f ’
FE}L, : »2.8X9mm (";i_}l_,) A'XPF il T Still Running
Drill Hole Size Blind 1,8007 Holes Eﬁ%jﬁnning
':I%%ii%ngth 6mm (2D) e
o N 800F(, Holes o
DaEE 10m/min(1,061min-") LU= torge Chipping
Cutting Speed ! Conventional 2027, Holes HHiR o
D] IKTEHEYIER T E201S Large Chipping
Coolant Water-soluble Chlorine-free (5%) HRiR
N N N 4007, Holes A L
R SR AT F (BT30) Rth B~ targe Chipping
Machine Vertical Machining Center Competitor HHIR
p 2007, Holes _—
Large Chipping
L‘,{&g)ﬁ:}ﬁonventional Eﬂﬂi\\ﬁf’:ﬁ% Competitor
Holes

4007, Holes




SR EIES ARV ETIREINT

Stable machining with special chamfer specification and VI coating

KRR

Large thread
Ml 2
Ao
KX

. B%{&Bﬂjj Thrust reduction I;%m
=0

TR A-XPFM16X1.5 2P IN] —— A-XPF LAt

Jlcc! 2500 beeeeee e SR Conventional

JRE '

Work Material SCM440(30HRC) 2000 beeeeeeaf S

E@_?rl; ' ®15.3X30mm (iEFL)

Drill Hole Size Through B 1,500 - oo

WK 30mm -

Tapping Length 20,000 Foeofl e o

MR i in- a

Cutting Speed 15m/min(298min") soobo oo

gz £l BB TTS&2045

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

(EFIHVAL Bhsb AT e/ (BT50) > oor 0 »

Machine Horizontal Machining Center B8] (s) Time

—_ ==
. I% EE*Z*#E@%IEW&E Stable durability in high-hardness material
ERIR A-XPF M16X 1.5 2P INTFLEK Tapping Holes
0 1,000 2,000 3,000 4,000 5,000

DN ‘ ‘ ‘ ‘ ‘ ‘

(Ao SCM440(30HRC) =

A ¢15.3x30mm (&) v e Wear

Drill Hole Size Through A-XPF -

WL 4,480, Holes ﬁimr

Tapping Length 30mm

?gjtﬁtgr%,;%eed 15m/min(298min-") 2,560%,, Holes ER

L=, weer

tﬂﬁu:E?ﬂJ 7J<"§'r$‘tﬂﬁU:EﬁU FT5.2013 Conventional =

Coolant Water.soluble Chlorine-free (SE‘I%) 2,5607, Holes ﬁ?}

{EFEH BN AL (BTS0)

Machine Horizontal Machining Center

A-XPF PAEF=ER Conventional
4,480, Holes 2,560, Holes
A L

Il A1

?W%“fﬁé}“]ﬂlﬂjﬁg}]ﬂl@{{, *,%}_:E}JDI Stable machining by suppressing work hardening during pre-hole drilling
MEEAFENEN TN TR EXEE

It is crucial to suppress work hardening in work materials such as stainless steel .}Llu1qﬁﬂgﬁig Work Hardness Near Hole Entry
400
ADO-SUS *#R- sastk RY: 010  JITHE : SUS304
Carbide Drill Series for Stainless Steel and Titanium Alloy Size Work Material
. 4 350 —
OEMZERIERTIRAR B == ADO-5US == FILTFH
Sharp Cutting Edge g 300
ORI, HEINTEL
Reduces cutting resistance and suppresses work hardening (H"Y)ZSO
@A "MEGA COOLER” & HIFLAZIR, %
AR AN MBI E § 200 *—
. New oil hole shape "MEGA COOLER" increases coolant flow >
PAT.in Japan 150 Lt | |
0 0.2 0.4
MEGA COOLER £ OSGHEst AT #57LE2A0EEE (mm)
MEGA COOLER is a registered trademark of OSG Corporation. Distance from the wall surface of the hole

pocid o
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J:lié_égﬁ Highly Efficient Multi-purpose Forming Tap

A-XPF

Type 1
£c §
-1 g
G 8 > I =T
THLG:S 2k Q@%
LF
Type 2
g
o
== &
oM [ ] S&EEEI;) THLGTH Lﬂ ‘ S
P16 L
LF
ﬂ'@ﬁﬂ'% : M Bf7:mm Unit:mm
[T ‘ BERN BERR BE |EEK K | BaEKE £ L R TR EF
EDP No. Thread Size Grade TAP Limit 8c LF THLGTH LU DCON Type External Center | Stock
8327892 STD | RH4 4P Yes °
8327814 M 1 X 025 |STD | RH4 2P 30 55 - 3 1 °
8327870 STD | RH4 1P B °
8327893 STD | RH4 4p Yes °
8327816 | M 1.2X 025 | STD | RH4 2P 32 55 - 3 1 °
8327871 STD | RH4 1P a °
8327894 STD | RH4 4P Yes °
8327818 | M 1.4x 03 |STD | RH4 2P 34 7 - 3 1 °
8327872 STD | RH4 1P - °
8327895 STD | RH4 4p Yes °
8327820 | M 1.6 X 0.35 | STD | RH4 2P 36 8 - 3 1 °
8327873 STD | RH4 1P a °
8327896 STD | RH4 4p Yes °
8327822 | M 1.6x 02 |STD | RH4 2P 36 8 - 3 1 °
8327874 STD | RH4 1P - °
8327897 STD | RH4 4P Yes °
8327824 | M 1.7 X 0.35 | STD | RH4 2P 36 8 - 3 1 °
8327875 STD | RH4 1P a °
8327898 STD | RH4 4p Yes °
8327828 | M 2 X 04 |STD | RH4 2P 40 8 - 3 1 °
8327876 STD | RH4 1P B °
8327899 STD | RH4 4P Yes °
8327832 | M 23X 04 |STD | RH4 2P 42 9.5 - 3 1 °
8327877 STD | RH4 1P a °
8327900 STD | RH4 4p Yes °
8327834 | M 2.5 X 045 |STD | RH4 2P 44 95 - 3 1 °
8327878 STD | RH4 1P B °
8327901 STD | RH4 4p Yes °
8327836 | M 2.6 X 0.45 | STD | RH4 2P 44 95 - 3 1 °
8327879 STD | RH4 1P a °
8327837 STD | RH5 4P Yes °
8327838 | M 3 X 05 |STD | RH5 2P 46 9 18 4 1 °
8327880 STD | RH5 1P a °
8327841 STD | RH6 4P Yes °
8327842 | M 4 X 07 |STD | RH6 2P 52 10 20 5 1 °
8327881 STD | RH6 1P a °

WiRRIRAES % p.3.

s =NEW SIZES

B See p.3 for explanation of icons.

@ =T @ =Standard stock item

| NEXT b



N FROM

B :mm  Unitmm

BRS ‘ BYR BERA IR 2K | BOGRKE | @K 7S R =R | EF
EDP No. Thread Size Grade | TAP Limit 2c LF THLGTH LU DCON Type External Center | Stock
8327845 STD RH6 4p Yes ()
8327846 | M 5 X 0.8 |STD RH6 2P 60 11 22 5.5 1 ()
8327882 STD RH6 1P ®
8327849 STD RH7 4p Yes ()
8327850 STD RH7 2P ()
M6 X1 62 10 24 6 1
8327883 STD RH7 1P - ()
8327902 STD+2 | RH9 2P ()
8327903 STD-2 | RH5 2P ®
8327851 STD RH7 4p ()
M 8 X1.25 70 12 - 6.2 2 -
8327852 STD RH7 2P ()
8327904 STD+1| RH8 2P ()
8327853 M8 X1 STD RH7 4p 20 1 s 5 ()
8327854 STD RH7 2P ’ ()
8327905 STD-2 | RH5 2P ()
8327855 STD RH7 4p ()
M10 X 1.5 75 15 - 7 2 -
8327856 STD RH7 2P ()
8327906 STD+2 | RH9 2P ®
8327907 STD-2 | RH5 2P ()
8327857 STD RH7 4p ()
M10 X 1.25 75 15 — 7 2 —
8327858 STD RH7 2P ()
8327908 STD+1| RH8 2P ()
8327909 STD RH7 4p ®
M10 X1 75 15 - 7 2 -
8327859 STD RH7 2P [ )
8327910 STD-2 | RH6 2P ()
8327860 STD RH8 4p ()
M12 X 1.75 82 17 = 8.5 2 -
8327861 STD RH8 2P ()
8327911 STD+2| RH10 2P ()
8327912 STD RH7 4p ()
M12 X 1.5 82 17 - 8.5 2 -

8327862 STD RH7 2P ()
8327863 STD RH7 4p ()
M12 X 1.25 82 17 — 8.5 2 -

8327864 STD RH7 2P ()
8327913 STD RH7 4p ®
M12 X1 82 17 - 8.5 2 —

8327865 STD RH7 2P ()
8327866 | M14 X 2 STD RH10 2P 88 20 — 10.5 2 - ()
8327867 | M14 X 1.5 | STD RH9 2P 88 20 - 10.5 2 — ()
8327868 | M16 X 2 STD RH10 2P 95 20 — 12.5 2 - ()
8327869 | M16 X 1.5 | STD RH9 2P 95 20 — 12.5 2 - ®
8327884 | M18 X 2.5 |STD RH11 2P 125 20 - 14 2 - ()
8327885 | M18 X 1.5 | STD RH10 2P 110 15 - 14 2 - ()
8327886 | M20 X 2.5 | STD RH11 2P 140 20 — 15 2 - ()
8327887 | M20 X 1.5 | STD RH10 2P 125 15 — 15 2 - ®
8327888 | M22 X 2.5 | STD RH11 2P 140 20 - 17 2 - ()
8327889 | M22 X 1.5 | STD RH10 2P 125 15 - 17 2 - ()
8327890 | M24 X 3 STD RH13 2P 160 18 — 19 2 - ()
8327891 | M24 X 1.5 | STD RH10 2P 140 15 — 19 2 - o

% =NEW SIZES

-SRINKRIS - FEERIU T #BBR T Lk, DRVSIBESEZAH AT BLINTI IR

1LREE S NRERIBLEAHEEEFREE.

PR EAEMRHBERR, BEQERNI8UmM,

2. B E A RRIE IR AR .
3. M2.6LAT i,

4. {HI#E<4P (P(BILA) . 2P : B(HLA) JP : jEilEl#E
5. ATRFEIEANYGE, ShESATEF a0 B T 1P AAIER.

(JEHIHISERRIY

KR ELHESTIHIAENRILERR.

FIRTIESEpI7.

&

@ =1nEEFR @=Standard stock item

-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. Rc 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.
For drill hole size, please refer to p.17.



m ;éiE }L%ﬁg ' g ];tl LH\EHEQ_Q% Highly Efficient Multi-purpose Forming Tap with Internal Coolant Supply

A-OIL-XPF

£c z
- o
— . (&}
T [s]
' W) B e o
— ; ST % T ] )}
THLGTH 2k
<
LU Oy
LF
Type 2
4c z
o
(&
[a]
s s o 3
P THLGTH 2k 9
om ™ Ep &
Vi P16 LF

Eg&*q]§: M B :mm  Unit:mm

S ‘ R R BEMR| BE |THEK 2K | BoEHKE M T AR SRIRR EF
EDP No. Thread Size Grade TAP Limit 2c LF THLGTH LU DCON Type External Center | Stock

8328000 M 5 X 0.8 STD RH6 2P 60 11 22 5.5 1 - o

8328001 | M6 X 1 STD RH7 2P 62 10 24 6 1 - o

8328002 | M 8 X 1.25 STD RH7 2P 70 12 — 6.2 2 — o

8328003 | M 8 X 1 STD RH7 2P 70 12 = 6.2 2 - o

8328004 | M10 X 1.5 STD RH7 2P 75 15 — 7 2 — o

8328005 | M10 X 1.25 STD RH7 2P 75 15 - 7 2 = o

8328006 | M10 X 1 STD RH7 2P 75 15 — 7 2 — (]

8328007 | M12 X 1.75 STD RH8 2P 82 17 - 8.5 2 = o

8328008 | M12 X 1.25 STD RH7 2P 82 17 - 8.5 2 — o

8328009 | M14 X 1.5 STD RH9 2P 88 20 - 10.5 2 = o

8328010 | M16 X 2 STD RH10 2P 95 20 - 12.5 2 - (]

8328011 | M16 X 1.5 STD RH9 2P 95 20 = 12.5 2 - o
BiRIRIREAES S p.3, @ =R EERR @=Standard stock item
W See p.3 for explanation of icons.
LRER REREENAEETFEE. PR EAZEMRHBERR, 1. The recommended tap limit corresponds to JIS class 2 internal thread standards.

BEAEZH18UM, Upper limit of pitch diameter tolerance is same as RH limit, but tolerance is 18um .
2. YN R AT RO g 'I[;ﬁlei)lr:gt(?oorebs“rrwwzthgou;:gntee thread limit for the internal thread after tapping.
3. DI 2P 1 B(EFLA) 4. 1P of center surface and incomplete thread is remained to improve tap insertion of
4. ATRARIVENGE, LinESAZ2F PO MET1PLGIES. the drill holes.
X FELESTHIZENRLERR. KILRTESEp17, % The drill hole diameter for fluteless taps differs from fluted taps.

For drill hole size, please refer to p.17.



E;&g ° gﬂjﬁﬁﬁ}ff_ﬁ%ﬁ K*ﬁﬂ Highly Efficient Multi-purpose Forming Tap with Long Shank m
A-LT-XPF

2

4
|
P

LU

Type 2
=z
Zc 8
a
P 7,,4’,,7,7,7217
SPEED e = o@%
o ™= =
P16 L

E&ﬂ% : M B{7:mm Unit:mm &
x
BmS ‘ YRR BEMR| BE |THEK 2K | BYEHKE M w1z AR E[EEN B =
EDP No. Thread Size Grade TAP Limit 2c LF THLGTH LU DCON Type External Center | Stock (@]
8328101 STD RH5 4p Yes @ <
M3 X 0.5 X80 80 9 18 4 1
8328102 STD RH5 2P - o
8328103 STD RH5 4p Yes @
M3 X 0.5 X120 120 9 18 4 1
8328104 STD RH5 2P - o
8328105 STD RH6 4P Yes o
M4 X 0.7 X80 80 10 20 5 1
8328106 STD RH6 2P - o
8328107 STD RH6 4p Yes @
M4 X 0.7 X120 120 10 20 5 1
8328108 STD RH6 2P - o
8328109 STD RH6 4p Yes o
M5 X 0.8 X100 100 11 22 5.5 1
8328110 STD RH6 2P - o
8328111 | M5 X 0.8 X150 STD RH6 2P 150 11 22 5.5 1 - o
8328112 STD RH7 4P Yes o
M6 X 1 X100 100 10 24 6 1
8328113 STD RH7 2P - o
8328114 | M6 X 1 X150 STD RH7 2P 150 10 24 6 1 = o
8328115 STD RH7 4P o
M8 X 1.25 X100 100 12 - 6.2 2 -
8328116 STD RH7 2P o
8328117 | M8 X 1.25 X150 STD RH7 2P 150 12 - 6.2 2 - @
8328118 STD RH7 4P @
M10X1.5 X100 100 15 = 7 2 =
8328119 STD RH7 2P @
8328120 | M10X1.5 X150 STD RH7 2P 150 15 - 7 2 - o
8328121 STD RH7 4p ®
M10X1.25X100 100 15 - 7 2 -
8328122 STD RH7 2P o
8328123 | M10X1.25X 150 STD RH7 2P 150 15 - 7 2 - o
8328124 STD RH8 4P o
M12X1.75X150 150 17 - 8.5 2 -
8328125 STD RH8 2P o
8328126 | M12X1.5 X150 STD RH7 2P 150 17 - 8.5 2 - o
8328127 | M12X1.25X 150 STD RH7 2P 150 17 - 8.5 2 - o
BiRIRIREEESE p.3. @ =R EERR @=Standard stock item
W See p.3 for explanation of icons.
LRBEE RRENBRNAHEEFEE. PR LEAEMNRHBEER, E2IREE 1. The recommended tap limit corresponds to JIS class 2 internal thread standards.
LR AEREEENL12.7umTIRE 184 M. The upper limit of the pitch diameter is the same as the RH Limit. For taps with a
2. R AT AR RS pitch_abpve one, the limit will be 18um i!'\stead of_the standard 12.7pm. )
e BN 2 infieurotpene i el s
4. ATRARIIENY, SKiHESA T2 FEBo B 7 1P LAKER. 4.1P of center surface and incomplete thread is remained to improve tap insertion of
HRELHESTIHLENRILERR, KILRTESEp.17, the drill holes.

% The drill hole diameter for fluteless taps differs from fluted taps.

! For drill hole size, please refer to p.17. @



BE - SRR ELZ# RFALAIKRE

Highly Efficient Multi-purpose Forming Tap m
with Long Shank for Deep Holes

A-LT-DH-XPF

o

on
P16

IRGGFRE T M

2

N
DCON

THLGTH 2k &
] 9

LF

B{7:mm Unit:mm

8328221 M2 X04 X 80 STD RH4 2P 80 4.8 20 3 1.5 - o
8328222 M23X04 X 80 STD RH4 2P 80 4.8 20 3 1.8 = ([ J
8328223 M 25X%X0.45X 80 STD RH4 2P 80 54 25 3 1.9 - [ J
8328224 M 2.6 X0.45X 80 STD RH4 2P 80 54 26 3 2 — ([
8328225 M3 X0.5 X120 STD RH5 2P 120 6 59 4 24 - [
8328226 M4 X0.7 X120 STD RH6 2P 120 84 60 5 3.1 = ([
8328227 M5 X0.8 X120 STD RH6 2P 120 9.6 61 55 4 - [ ]
8328228 M6 X1 X120 STD RH7 2P 120 12 62 6 4.7 = ([

BiRREEES S p 3,
B See p.3 for explanation of icons.

TRERE . JRERBRILHEERFREE. PRENEAEMRHBERR, B2
A EFRRAERRERN127umfZ18um,

2. B R RERIERIR N AHE .
3. {HI#EA<2P : B(EFLA)

4 NTRARIENY, SRASTT2FBH BT 1PLAERE.
* IRELHESTIHZENREARR. RIRTESE p17.

@ =t EEETFm @=Standard stock item

1. The recommended tap limit corresponds to JIS class 2 internal thread standards.
The upper limit of the pitch diameter is the same as the RH Limit. For taps with a
pitch above one, the limit will be 18um instead of the standard 12.7um.

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

3. 8¢ 2P :B (for blind holes)

4. 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.

For drill hole size, please refer to p.17.



INTEERR wctiomngos
WPRIRSFL OERIXT R

Measures against burrs at entry point of internal threads

D
D
D
:

JRFLE
Tap Drill Size Tap Drill Size

E# Burr
/

}Lufﬁuﬁﬁ,%ﬁﬂ%w Without chamfering }Lufﬁuﬁﬁ,ﬁﬁﬂﬁﬂq With chamfering
FEZERIEE BT RRZ AR, THAYFLO - IRE TR A, Ieoh, EFANITENS EAN, RESEAIREEREHEER
SFEEER, ABILERNF=E, EFHT6E0°~70°NEIRA, R +2MRIEASEEN, BIREZUHERNF=E,

Forming tap forms threads by plastic deformation. Without adequate chamfering, Bl : M10x1.58F, 10mm+(1.5%x2) =13mm

this process often leads to burrs forming on the hole's edge. To ensure a clean finish

and prevent burrs, chamfering the hole at 60° - 70° is strongly recommended. Ifa 118° chamfer is needed due to drilling requirements, burrs can be prevented by

setting the chamfer diameter to the thread size + 2 pitches.
Example: M10X1.5=10mm+(1.5X2)=13mm

ERTA ] IR EFLORYIRZS
Tool A-XPF M8x1.25 2P Conditions of internal thread hole entry
Tzt
J&=FL @7.4%X12mm (&7L) 7T, T ) ¥z
Drill Hole Size Through - e
=
WELKE '
Tappingﬁength 12mm :
IREE . - .
Cutting Szpeed 30m/min(1,194min"") :
HIHEIHF BRI T8 206F >
Coolant Water-soluble Chlorine-free (5%) -
{EFEALRE EbzCIN A (BT50)
Machine Horizontal Machining Center .~ 60°
JRFLR
Pre-drilled hole shape ®10 5
¢7.4 P74 "

| ]

8
=
=
He
/|2

MRS FZRIX B

Differences in Thread Profiles

ERFT RN TRRIRK, HF TR
BRONHIR. (SERA)

The crests of internal threads machined with a forming tap
will be split or notched (see photo).




}JuI*H%EE"Ji‘l‘% Calculation of Machining Torque

A-XPF AR THE. ARMINEE (GHEE) BSEFTE.

Machining torque for large diameter threads using A-XPF. Refer to the table below for calculated torque values.

.k&@%i}'{ﬁ'\]}]ﬂl?ﬂ%ﬁ—bﬁi Machining Torque Chart for Large Diameter Threads

BA7:N-m Unit:N-m

INTAFRIZRE(K) Coefficient of Work Material
By R 2 (E)mm 2 4 8 1 12 14
Thread Size Pitch Diameter
AC ADC Bs 55400 $45C MG

M18 X 25 16.376 14 28 56 77 84 98
M18 X 15 17.026 5 11 21 29 32 37
M20 X 25 18.376 16 32 63 87 95 110
M20 X 15 19.026 6 12 24 32 35 41
M22 X 25 20.376 17 35 70 9% 105 122
M22 X 15 21.026 6 13 26 36 39 45
M24 X 3 22.051 27 54 109 150 163 191
M24 X 15 23.026 7 14 28 39 43 50

XRARFFIMTHAAERESE, HAEMTHERIE. LRINTHESRIERE. YEIRF). KILESEMRRTmr=E3E0,

NRAHERIFE BRI IEER (SMERALE) BT RIS EiRE,

*This chart offers approximate machining torque values, not a guarantee. Actual torque will vary with conditions such as cutting speed, cutting fluid, and pre-drilled hole diameter.
*Applies to situations using water-soluble cutting fluid (external lubrication).

%**@Jtﬂﬂgﬁjl i%?&l‘j\?i‘l’ﬁﬁiﬁi&?i’ﬁ Calculate unlisted sizes using the following formulas

.F?}:Eﬁ%&ﬁg}]ﬂl?ﬂ%ﬁi‘l'gﬁiﬁ Formulas for calculating forming tap machining torque

‘ T 4058 [N~ m] : —
LA R £ Conventional Forming Taps Torgue Wikt A
= 2 K: PSE=E
T = 009806 X KX E X P*  KCHIMEEE e -
E: EF"% [mm] Aluminum Alloy
XPF?\EJ XPF series p: ;;E;?::;T Al E iﬁ C%Et‘ 3~4
T = 0.06864 X K X E x P? " pitch ’
5 @ 6~8
Brass
ff) A-XPF  M24X3, T SCM440%4%4at —IRIDERR 10 ~11
For machining M24 X 3 (SCM440 material) Mild Steel
- 2 o . ™
T=0.06864 X14 X 22.051 X 3° = 191 [N°em] B = N 11 ~12
Carbon Steel
i) AFURZEERKBIETIEIRF (FMEREEH) BN SEE, &€ (BR) 13~14
BEERLRINTHESRNTMEEREMEN. Alloy Steel (Hardened Steel)

This is a guideline for use with water-soluble cutting fluid
(external lubrication). Please note that values may vary depending
on the machining environment and other conditions.



tJJ ﬁu%1¢§)ﬁ§ Cutting Conditions

IRl

Cutting Speed
(m/min)

— ~ TR
AXPF

NITA2#

A-LT-DH-XPF
BREM - {EARERIN - FPiRERN ~ ~ ~ ~
Mild Steel - Low Carbon Steel - Medium Carbon Steel €<0.45% © 10 50 5 25 5 25 5 25
RN ~ ~ ~ ~
High Carbon Steel 0.45%=C O 10~ 40 5~20 5~20 5~20
=K ~ ~ ~ ~
/l\:IIonSteeI SCM O 10~ 35 5~15 5~15 5~15
VE[EREW ~ ~ ~ ~ ~
Har;;ned S 25~35HRC O 5~30 5~15 5~15 5~15
55 - ~ ~ ~
] SC O 10~ 40 5~15 5~15 5~15
T SUS304 _ _ _ _
Stainless Steel SUS420 © o > 15 5 10 5 10 3 5
zﬁ Cu O 10~ 30 5~20 5~15 5~15
opper
i - i Bs+BsC o 10~ 30 5~20 5~15 5~15
rass - Brass Casting
tRELHI ~ ~ ~ ~
AII:LIJminum Rolled Steel Al © 20 50 10 30 10 25 10 25
BASE AC-ADC o 20~ 50 10~ 30 10~25 10~25
uminum Alloy Casting
Bramait zpc o 10~30 5~15 5~15 5~15
inc Alloy Casting
BEO AEO BestO GoodO
TR RHEERERTEMERA (BR) . Note : The indicated speeds and feeds are for tapping with chlorine-free water soluble coolant.
#1 0 DN ARG R A MY B HA S0EiE M RASZAGA YD BUERFAY . #1 : We recommend using non-water-soluble coolant or highly lubricated water-

soluble coolant for stainless steels.

ERTRLHENEIRE, IO ARFLHENMRE

Maximizing tap performance with machines equipped with synchronous feed mechanism

w5 SynchroMaster ’

EXRAGHCE(NSRERER) EEHBME a2

Improve lubrication by using GHC type (for collet-through)

B GHE EHEY GHCE
GH Type - General-purpose GHC Type - Optimized for Chip Removal

Scan for details

I SMEBILH RISRERE
Center-through External coolant supply Collet-through

BpfEIR BRI,
mﬁbfmlﬁﬂﬂlﬁ Ti!

Improves lubrication
even without coolant

- 4 holes
FoME Mg
Without grooves With grooves
# ER8GH RSZFIFHLWIL

ER8GH does not support center-through

MIER

Machining Tips
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Eﬁﬁ?bbulﬁﬁ{fé Recommended Tap Drill Size

|RIIST ZRRE

for JIS class 1 drill hole dia.

RHEE  Bh-~BK (REH)

|FIIS2 8R4

for JIS class 2 dfrill hole dia.

BRIN-BA (REF)

Min. ~ Max. (Thread Overlap Ratio)

IR

Thread size

RH 8

RH Limits

RHEE| B\-BX(REE) RHEE| &BI\-BK®RAER)

RHLimits| Min. ~ Max. (Thread Overlap Ratio) |RH Limits

Bfi:mm Unit:mm

RHEE|  B-BK (RE%F)

Min. ~ Max. (Thread Overlap Ratio) |RH Limits

Min. ~ Max. (Thread Overlap Ratio)

M1 X0.25| — - 4 1 09 ~ 092 (100%~80%) — - 4 | 0901~0.92 (100%~80%)| — -
1.2X0.25 | — = 4 [ 11 ~ 1.2 I - - 4 | 1.101~1.12 l - -
1.4%X0.3 - - 4 | 127~ 1294 " - - 4 | 127 ~1.294 " 4 | 1.27 ~ 1.291 (100%~82%)
1.6X035| — = 4 144~ 1.48 (100%~75%)| — = 4 1.44 ~1.466 (100%~81%)| 4 1.44 ~ 1.475 (100%~75%)
1.6%X 0.2 - - - - - - - - 4 | 153~ 1.55 (100%~75%)
% 1.7X035| — — 4 | 154~ 158 (100%~75%) — = = = = =
2 X04 - - 4 1.81~ 1.85 n - - 4 1.81 ~1.84 (100%~81%)| 4 1.81 ~ 1.849 (100%~75%)
% 23X04 = = 4 | 211~ 215 s — — — — — -
25X045| — - 4 | 228~ 233 " - - 4 | 228 ~2312 (100%~82%)| 4 | 2.28 ~ 2.324 (100%~75%)
% 2.6X045| — — 4 | 238~ 243 I — - - - - -
3 X05 - - 5 | 276~ 281 (100%~75%)| — - 5 | 2.762~2.798 (100%~82%)| 5 | 2.762~ 2.812 (100%~75%)
4 X 0.7 - - 6 | 3.65~ 3.7 (100%~85%) — = = = 6 | 3.66~ 3.69 (100%~85%)
5 X0.8 - - 6 | 459~ 466 (100%~80%)| — - - - 6 | 46 ~ 4.65 (100%~80%)
6 X1 — — 7 | 548~ 557 4 — = - - 7 | 549~ 556 I
8 X 1.25 5 7.31~ 7.38 (100%~85%) 7 7.34~ 741 (100%~85%)| 5 7.31~ 7.36 (100%~90%) 7 734 ~74  (100%~87%) 7 7.34~ 741 (100%~85%)
8 X1 - - 7 | 748~ 7.57 (100%~80%)| — = = = 7 | 749 ~ 7.56 (100%~80%)
10 X 1.5 5 9.16 ~ 9.22 (100%~90%) 7 9.18~ 9.28 (100%~85%)| 5 9.16~ 9.21 (100%~91%) 7 9.19 ~9.24  (100%~90%) 7 9.19 ~ 9.27  (100%~85%)
10 X1.25| 5 9.31~9.38 (100%~85%)| 7 | 9.34~ 941 I 5 931~ 936 (100%~9%0%)| 7 | 9.34 ~94 (100%~87%)| 7 | 9.34~ 941 I
10 X1 - - 7 | 948~ 9.57 (100%~80%)| — - - - 7 | 949 ~ 9.56 (100%~80%)
12 X1.75| 5 |11.01~11.08 (100%~90%)| 8 |11.05~11.15 (100%~85%)| 5 |11.01~11.07 (100%~91%)| 8 |11.05 ~11.11 (100%~90%)| 8 [11.05~11.15 (100%~85%)
12 X 1.5 - - 7 [11.18~11.28 n — — 7 [11.19 ~11.24 l 7 (1119 ~11.27 "
12 X125 — = 7 |11.34~11.41 I — - 7 11134 ~114  (100%~87%)| 7 [11.34~11.41 I
12 X1 - - 7 |11.48~11.57 (100%~80%)| — - - - 7 11149 ~11.56 (100%~80%)
14 X2 - - 10 [12.92~13.04 (100%~85%)| — = 10 1293 ~13 (100%~90%) | 10 [12.93 ~13.04 (100%~85%)
14 X 15 - - 9 [13.21~133 n — — 9 |13.21 ~13.27 l 9 [13.21 ~133 "
16 X2 = = 10 [14.92~15.04 4 = = = — 10 |14.93 ~15.04 I
16 X 1.5 - - 9 [1521~153  (100%~80%)| — - 9 1521 ~15.27 (100%~90%)| 9 [15.21 ~15.3 I
18 X 25 - - 11 [16.63~16.78 (100%~85%)| — - 11 |16.64 ~16.73 " 11 |16.64 ~16.78 l
18 X 1.5 - - 10 (17.22~17.31 n - - — - 10 |17.23 ~17.31 "
20 X 2.5 = = 11 |18.63~18.78 I — — 11 |18.64 ~18.73 (100%~90%)| 11 |18.64 ~18.78 I
20 X 1.5 - - 10 [19.22~19.31 G - - - - 10 |19.23 ~19.31 I
22 X 25 - - 11 [20.63~20.78 (100%~85%)| — = = = 11 |20.63 ~20.78 (100%~85%)
22 X 1.5 - - 10 |21.22~21.31 " - - — - 10 |21.22 ~21.31 "
24 X3 = = 13 |2236~22.53 4 = = = = 13 12236 ~22.53 I
24 X15 - - 10 [23.22~23.31 G - - - - 10 |23.22 ~23.31 I

#JIS B 0205-2:2001 F25RF HAVRKR T,

1. ERIFRAFENIMHSERRMmEL, (MisE,

2. RARREN MM BE - IPRRISFEMZO2F, XN IEHRMIEE.
3. R ERARIRERTIRSS. BRRERIEE.

4. RFLESH. B SEFR SN TERNE, EER.

*#Nominal size of a screw that is not listed in JIS B 0205-2:2001 Table 2.

1. The proper drill hole size may change due to material variety. Use the recommended
drill hole size as a benchmark.

2. As the hole diameter may vary by behavior of plasticity depending on the material,
hardness and shapes of workpiece, the hole diameter should be determined through
trial tapping prior to final machining.

3. Alarger drill hole size is better for extending tool life. Select a drill hole size based on
your particular application.

4.To avoid tapping trouble, correct hole must be maintained free from warp,
deformation, stagger and the like.

0OSG’s Environmental Initiatives

BE-BiRE

Tool Reconditioning

ZEBEANTENBHNE
A BRFHAORRMEK
MMERIPEH.

Tool reconditioning contributes to resource
conservation by bringing worn cutting tools back to life,
which is environmentally friendly and sustainable.

O S G —EXNTRERIFBUR




E&E*ﬂﬁgﬂ?g Introduction of Thread Gauges

OSGEHBLRIBMF=R, BEFESTENEXBMURIAKES
HOE R A, S

Scan for details

OSG offers a broad selection of gauges, including JIS-compliant and models designed for extended service life.

LG : %&%WBEE% Kéﬁi‘.’ Thread Limit Gauge Long Neck Type ég;%

Scan for catalog
TR, TIEERIRIL, «pamprEst, SfmEnasEam

Long neck enables inspection of deep parts 3 ldentical to standard thread plug gauge except for the neck length

4

FAVYVVVYN _ - T
e

D LC' LG . D LC iﬁ%ﬂgﬁﬁﬁ*&ﬁﬁ%#ﬂ DLC Coated Thread Limit Gauge

KAEBEMRIDLCIRE,
BRI FRER(EEE A ESF NI NAESTE.

DLC coating offers excellent lubricity, making it effective against welding in non-ferrous metals such as
aluminum and copper alloys.

| B

TIN-LG : TiN iR EMR B FARBR RN i cone reotimi covge

RAMERMMRNTINRE, LIKFEHIL.
JEUERRE(S5%).

TiN coating offers superior wear resistance, contributing to extended tool life.
Wear condition can be visually monitored as a guideline.

e T

LG : /J\?éﬁgim Plain Plug Gauges for Minor Diameter

PELHEBE MR NBEN T RRRY, BURAENREXREFEER.
RSN T 5emfE, AIXISERRRE R ETHa i iE.

Forming taps produce raised threads through plastic deformation, resulting in a difference between the pre-drilled hole and the internal thread diameters.
The inner diameter can be verified following internal threading.
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|[BJIS &R IM IT{EER : WM

Previous JIS  for inspection for working
JIS (ISO%4R) : PP
JIS (1SO)



shaping your dreams

BRIl (L) SEITRARAE

OSG Corporation

L () 230
ollk: B TRIKTE’1133SKTSRELS AT10211021003-0755T
EBiE: 021-52552588; f&5: 021-58883300; HRgm: 200051

XA (Lig) ZiaE=SH
il STAETBHES STEE 1- 2@ A= 1004
EEiE: 0510-82739271;  {&H: 0510-82739220;

XA (Lig) SEMESSHT
ik REETTHHREEX R TR OEFE5062E
E8iE: 0553-5868160; f&€8: 0553-5868190;
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