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57 new items added
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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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WehnTh, BEGHEHR?

Do you have any problems with tapping?

SERANTRANEERRZHBARREE. A-XPREESHHINEMTERIRSST, BILTIErE.
ERAIXIN Z I A EFNTIRI S A9R IR = fA.

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.

ISZ&DDIE’\J@EE TOP3 Tapping Troubles

No.1 #THR - BAY] sreakageandchipping ~ 26% ———

No.2 1BLUEEARR pimensional error 17% " -

No.3 . EIESE caling 14% R
Efth others 43%

BEERIR: AATRASESLS

Source: OSG Technical Consultation Division

T BIRBE K

Improves productivity with zero cutting chips

SCIRERRE Y NS Sk ]

!I%EH'JJE'U I)EE{E Bﬂjj %im*,%xE}Ju I Stable machining with reduced thrust

HEEE :

[PAT. in Japan] BEBIR | AXPFM3x0.5 2P A-XPF LACEF=G3 Conventional

Special chamfer [N] [N]

ificati 5

PN YRR | scwas0 GoHRO. a0y A0
[Tl $2.8X9mm(57L)
Drill Hole Size Blind 30

=g S WELKE e

TREIRSERRIERT Tabping Length 6mm (2D) n »

IR B 15m/min E

:T:tﬁ Cutting Speed (1,591min"")

[PAT. in Japan] AR 10

Special thread I 204

configuration Carsl it \A?,E?‘r_solu{;e

Improves thread rigidity Chlorine-free (5%) 0 ..umh K 1 = 2 u(.;.s 1 - ;
g | oo 0 B (5)
Machine ) (BT?.’Q) Time Time

Vertical Machining Center

EMAEAHE
VI iRE

[PAT.P.inJ 1 —_
VI coati:; daez:;ted }Ju I;{&K ° ﬂﬁjiﬁﬂg]&% |§_‘] Improved machining efficiency and durability

to high-performance

taps
. IR e |
FHRIZOCTIZIR, IRETIRNIME
Improved cutting edge rigidity by a special thread shape
VIRE — iEBE
}/I/I ’%}; = ILul;ricaTe layer
coating
+ mn N e
SRR EEsEE. MaEid, EEtiRIRE, Wear-resistant Layer
RIREIEN ERFERENL R
Coating with high-hardness, oxidation resistance, and excellent Toughness layer
Powder Metallurgy lubricity that is suitable for high-load machining
HSS(CPM) i1
High wear resistance Base Metal
SR s o e
sme | mmms | mEw mEie | M |wEE) mmm | wEws | g
Coating Color Coating Structure Hardness Oxidation Strength Roughness s pm—" Toughness
Temperature
CREEZER
Black Cr-based composite multilayer film 45 1 4 100 © * © i\*? ©
VI RER0SG et HEMAETER. VI coating is registered trademarks of 0SG Corporation. () O—O—Y (B(E)
Fair Best
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Energy conservation by reducing machine downtime

BT IBRER SR T B HRATEFN AR HERR ) BRI AU RIS LERT B -
FISCHSEELERTINT, MTIPE(ETIRIHAE.

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 F RSN TERPASFEIE, N ERRTEHERE.

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

TIHI22 Cutting taps A-XPF .
TR ERREE
JFJJE{RETEE}LDHIWFEEE ! Visual image of accumulated cutting chips
Cutting chips only from pre-hole drilling! 7 L%e ---------- ¢
B :
i3 1
2 HIHHLE :
= Chips from :
g threading i
E :
5 1
E 1
S i
g EALESRIIE ™
e genT T BT s i _
Pre-hole Drilling Threading Prﬁzltnlgrilling Threading é S{,—J‘;” cmpf?j[&],ﬁieﬂ?‘tﬂ%imng Chips fv;?irlrl]irge hole
< lEe%s: A-XPF

Cutting taps
KBTI R AR AR,

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

cutting.
WESNNT RSN TR, FEFEEE,
Enabling uninterrupted machining improves machining efficiency and reduces power consumption.

#ATE A-XPF L 1N 100FLATHIFEER EFN NN T AdiE)
Tool - Spiral Fluted Tap Power consumption and processing time when machining 100 holes
R (Wh) 300 A )
AR M6X 1 —— DT 334 sic.
InIAzwt -300
Work Material 545¢C
&7 #5.52X15mm (&) | @5X%15mm (&E7) = I
Drill Hole Size Through Through == 200 %

2 77 200 £
A i in = 18]
Cutting ;eed 30m/min (1,592min"") ) .
W KE | ey e
Tapping Length 12mm(2D) E 29[}%{&45% 100 5

S Approximately o
e AT Fo20 . #5%reduction
Coolant Water-soluble Chlorine-free (5%) S
{EFEH SZH Ty (BT30)
Machine Vertical Machining Center 0 0

A-XPF IREiB L

Spiral Fluted Tap

KN ER AR BRI SEWISE6R
*The machine stopped 6 times due to entangled cutting chips of the spiral tap.
KUALER—NRB),  SERRMEREBUR T RI RINIHE,

*The above is an example; result may vary depending on tool size and actual
machining environment.
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FSERIHIEVERIVIRE, STSCIERE - BT

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

. /_] \{féﬂg}]ﬂl Small diameter threading
AAIERE D SEER/MEIN TR R A M

Achieves excellent durability in small-diameter machining by reducing thrust

%ﬁ = A-XPF M1X0.25 2P AT FLEX Tapping Holes
IO 0 2,500 5,000 7,500 10,000
e A SUS420J2 (192HBW)
JiFL 0.91%3.5 F7) pioes
Drill Hole Size ¢ mm B?nd A'XPF 10,0007, Holes gli'lll?k?uinning
WHKE
Tgppiﬁ;ingth 2mm (2D)
tﬂﬁ”ﬁg i in-! N = =
. 10m/min (3,183min") DA 7,5617, Holes i’fjiage
YIEHF AGBHETIEEF TTR2045
Coolant Water-soluble Chlorine-free (5%)
G 7RI T AL (BT30 P
i T B O A R SR VBB S T B AT AN

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

. %EE*Z*#}JDIE"JUJ \E’u EEEIJ\.$3 O m/m i N Achieves cutting speed of 30m/min in high-hardness material
FRAVIRENMNEIFR, SENISREME

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

Eﬁﬁlﬁ A-XPF M6X%X1 2P INTFLES Tapping Holes
0 3,000 6,000 15,000

Pl p ot \ \ \ \
Work Material SCM440 (30HRC) i
=0 ¢5.52X19mm (&7.) 13,0003, Holes Wear
Drill Hole Size Blind A-XPF i
Iiﬁﬁf'; 13,000}'_, Holes Jr\
Tappingfength 12mm (2D) Wea

2 . s -
T, | o P CLT-

5 T AfEF=

e AT TR0 Conventional e
Coolant Water-soluble Chlorine-free (5%) 1007| Holes We;;
FEFRHA EbECHN T (BT40)
Machine Horizontal Machining Center

i TEE - FREIIISCM440 (30HRC)
HATIEIRS, IE- SRR TINT. Achieves high-speed and stable machining in SCM440(30 HRC)
For testing purposes, the conventional product was also used under high-speed

cutting condition.

- */:T‘i/qfrpﬁ Guide for Icons

n *jﬁ Tool Materials %EESLI‘IE Surface Treatment tﬂ%u%{# Cutting Conditions

y = N PEE| — 1 ,
oM BREER — e D SR RS
Powder Metallurgy HSS(CPM) Vi VI coating Indicates page number for cutting conditions

s



LCRIBFLAZR, e JJENIENAEE

Optimized coolant hole shape improves tool rigidity and welding resistance

. m?ﬁﬁ'&ﬁgﬁ% Improved breakage resistance
AISEIRERIKE 4 INT

Enables stable, long tool life machining

LR A-OIL-XPF M5x0.8 2P DN FLEL Tapping Holes
N 0 1,000 2,000 3,000 4,000 5,000
JOTHAEY SCM440 (30HRC) | : : : : ‘
P
J&FL $4.64X%12mm (&7L) 5,000, Holes still Running
Drill Hole Size Through A'OIL'XPF S
LK 5,000F( Holes ?:ﬁliR‘* .
Tap_pingfength 10mm till Running
o iR
Jgﬂﬁ?ﬁgeed 30m/min (1,910min"") EiASER, 4297 Holes 7\ e
o S N Competitor iR
D] IEMELIEERITESI206% (PRBEEH) 2,0917, Holes JT2
Coolant Water-soluble Chlorine-free (5%) Internal
EFAAR 7RI HC (BT30)
Machine Vertical Machining Center
S —_—— Spia
. m%B{;t;ﬁ 7 E%ﬂﬁj}fégﬁ Improved resistance to welding with internal coolant
=] = N |
[ESStERIN IS, SCILHRENREINT
Achieves stable machining without welding in aluminum die casting
HHIR A-OIL-XPF M5X 0.8 2P NI FLEK Tapping Holes
0 1,000 2,000 3,000
InITAzRE \ \ \ \
Work Material ADC12
JieFL $4.64X16mm (EFL) 443
Drill Hole Size Through A-OIL'XPF 3,0007, Holes SEtJi-IILRujr%ning
WELKE
Tappingfength 10mm (2D)
RbER 50m/min (3,185min"")
Cutting Speed A-OIL-XPE
HHIH IKBHETIRER TS 20/ (PIEMILH) 3,000, Holes
Coolant Water-soluble Chlorine-free (5%) Internal ! .
fEFRHR ST INT AL (BT30) W
Machine Vertical Machining Center
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RS iMFLA-OIL-XPFRIEFEME NN T B REIREIRERIM A M,
AHENTEXFEBLE, FLATLURDERYD.
mEEIEF SRS, BETRENTIRE.

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 BN FLEK Tapping Holes
0 1,000 2,000 3,000 4,000 5,000

INTazkt \ \ \ \ \ \
Work Material ADC12
&AL $4.64X16mm (&7L) B4k
Drill Hole Size Through A-OIL-XPF 5,000, Holes still R::ning
WK
Tapping Length 10mm (ZD)
EEE?;\E;Eeed 60m/min (3,820min™") LA 3,000, Hol BE

9P Conventional ‘ o= Welding
PIEH MQL (PIERfitid)
Coolant Internal
(EFRHA BN AL (HSK63)
Machine Horizontal Machining Center

A-OIL-XPF L‘/{EFS] Conventional
5,0007(, Holes 3,0007, Holes

AMadad

. WgB{;:I\:;E It ﬁm%'ﬂéﬁﬁ Long tool life with internal coolant
RENBRER, NLSEEMABIKED

Stable tool wear enables long tool life in high-hardness material

IR A-OIL-XPF M10X 1.5 2P ANTFLEL Tapping Holes
0 1,000 2,000 3,000

INTAzR w i I 'w
Work Material SCM440 (30HRC)
J&FL $9.25X25mm (GE7L) T
Drill Hole Size Through A-OIL-XPF 3,0007], Holes still R::ning
BULKE
Tappingfength 20mm (2D)
TIElERE : . NP
Cutting Speed 15m/min (478min"') AP 2,5007, Holes

onventiona
g = hize5 ITAMETEIHR TS 2045 (RIERALR)
Coolant Water-soluble Chlorine-free (5%) Internal
SEFRHAR ErzUIN AL (BT40)
Machine Horizontal Machining Center

LAfEF=Ea Conventional
2,5007%L Holes




RFLAIARE AT X p 10 DEFRFLIN T

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

B ARENERIZLKE (10D) [0 T

Machining of stainless steel effective thread length (10D)

ERERERILINTHES RIFIIRSUEE

Achieves high thread accuracy even in challenging deep hole machining application

©
4o
)
o
=
=
o

fEAIR A-LT-DH-XPF M4 X 0.7 X 120 2P
NIz

Work Material sus304

J5FL ¢3.7x46mm (57.)
Drill Hole Size Blind
WELLKE

Tapping Length 40mm

PR : .
Cutting Syf)eed 4m/min (318min‘")
FHIH IKAMEIEIER FoS207E
Coolant Water-soluble Chlorine-free (5%)
=R 7RG (BT30)
Machine Vertical Machining Center

FoI=TF, SRR E RN R IF IR T Y

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

R W Y

—-ummum«bnmmwmwmm.w.mmmmwmu uh " N'mlm'u bbbt ml um

Workpiece Cross-section

2 |
® | | @ | HOREF

‘ PRBRLIN 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
WEAKE
Tapping Length
LA/ PN
Close-up of Thread Section
[mrr\] .
® 60°34
Hoo \/m/v\ /V\ /V\ /
o
c
'qEJ 0.700 0.700 0.700 0.700 0.700
OD' Viﬂiﬁ% I IntemaIThread 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‘JQEQE‘%EMEE EEE?F ?LDHIB]‘%I‘]}LESE/HI‘]FEESZ
Thread height reduction at the hole entry is attributed to the pre-drilled hole machining process
[mm]
@ * 60° 34
h o4
& o
= 00
5 X
2 . L 0.700 I 0.700 l 0.700 \I/ 0.700 J, 0.700 J
= 02 € K s T > >t
MERL 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]
@ o8 60°34
2% 04 / A
'BZ 0.2 S
IS
EB 00 0.700 XL 0.700 S 0.700 L 0.700 L 0.700 N
O 1< K I il
2 L] Internal Thread Side
w

40.0 39.8 39.6 394 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]

WHKE
bo:: ©

Tapping Length
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YN Ef L TRENSEREN/ NEBEZTIBEINT

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

FEEIHIE (VIHIBESDK: 1P)

Short chamfer (length of chamfer: 1P)

. %EE*Z*#EQ}]HI Machining of high-hardness material

IR A-XPFM6X1 1P

ool

InTHs

Work Material SCM440(30HRC)
L ®5.52X15mm (57L)
Drill Hole Size Blind
WK E

Tappingfength 12mm (2D)
IEEE ; .
Cutting Sxpeed 10m/min(530min")
HIE IKBHERLERF TTE204%
Coolant Water-soluble Chlorine-free (5%)
EFEHUAR ErzCIN T (BT40)
Machine Horizontal Machining Center

A-XPF

LAEF=

Conventional

DDI}L%Z Tapping Holes
0 1 ,900 2,900 3,900 4,900 5,9?00

FEIR

Wear

4,0007X Holes

ERR

—
4,859\ Holes Large Chipping

8547, Holes ITHR
Breakage

1,000, Holes FBIR
Large Chipping

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

%fﬁ = A-XPF M1x0.25 1P NN FLEK Tapping Holes
0 500 1,000 1,500 2,000 2,500
INTA% \ \ \ \ \ \
Bl o SUS420J2(192HBW) s
RZARSR
FR_}L: ®0.91X3.5mm (E}L) 2,1607], Holes Still Running
Drill Hole Size Blind A-XPF "
WMYKEE 2,1607( Holes ?ﬁ%’i X
Tap_pingfength 2mm (2D) till Running
e i . =
?}?tijr%fsi‘:)eed 10m/min(3,183min™") 1,160%L, Holes ifrfe}iage
LlEFg
T IKEFEDHER TE20(S Conventional iR
Coolant Water-soluble Chlorine-free (5%) 1,4487|, Holes Breakage
{SE P 7N AL (BT30)
Machine Vertical Machining Center
==
. %ﬁﬁ&ﬂ:ﬁﬁ ’ ﬁﬁjiﬁ%m Stable durability with special thread specification
%EIE A-XPF M3X0.5 1P NN FLZK Tapping Holes
0 500 1,000 1,500 2,000
e\EIVI’H’ . SUS304 | | | | |
'ork Material 1,8007, YL
FE}L, ; $2.8X9mm (E}L) A-XPF ! GRLiEks Still Running
Drill Hole Size Blind 1,800%|, Holes i{ﬁ%ﬁ;ﬂéning
WK
Tappingﬁength 6mm (2D) iR
— N 8007, Holes BRI
tﬂﬁu@fg 10m/min(1,061min") A= kerge Chipping
Cutting Speed ! Conventional 2027, Holes HHIR
e AT Fo20f Haroe chipeing
Coolant Water-soluble Chlorine-free (5%) iR
N N N Np— 4007, Holes HRIR
SEFEAIAL Sz T (BT30) A= Large Chipping
Machine Vertical Machining Center Competitor 2007, Holes BRIR

Large Chipping

LAfEF=5s Conventional
8007, Holes

Hth/ EF=fa Competitor
4007, Holes




SIS ERIVIR ESSIREINT

Stable machining with special chamfer specification and VI coating

PES A

Large thread
o
. B%{&Bﬂjj Thrust reduction |;|§m
RO
TR A-XPFE M16X1.5 2P IN] — A-XPF LA 5m
Jloc! 2500 e e SRR Conventional
T '
Work Material SCM440(30HRC) 2000 beeeeeaaf — A\
B&FL ®15.3X30mm (&B3L)
Drill Hole Size Through B 1,500 - oo
WUKE
Tapping Length 30mm é 1,000 b cfle oo e
TR i in- "
Cutting Speed 15m/min(298min") s00beoflooo
LIEER IKBHEIRLHR TTE201%
Coolant Water-soluble Chlorine-free (5%) 0 | | | |
{SEPRAVIL BRI ) (BT50) > oo p 20 B
Machine Horizontal Machining Center A& (s) Time
—_ =
. I%EEE*Z*SLEQ*,%IEWQ& Stable durability in high-hardness material
#RIR A-XPF M16X 1.5 2P DIZFLE Tapping Holes
0 1,000 2,000 3,000 4,000 5,000
pilTR P o \ \ \ \ \ \
Work Material SCM440(30HRC) g
Y
A ¢15.3x30mm (&7l) SR Wear
Drill Hole Size Through A-XPF -
KRS 4,480, Holes ﬁ?‘;
Tapping Length 30mm
s . . o
??jﬁ#%’;%ee d 15m/min(298min-") I 2,5607], Holes ﬁtm;
; — AP
B ITRIEDHER TS20( Conventional e
Coolant Water-soluble Chlorine-free (5%) 2,560, Holes i
{EFEHAR Bz (BT50)
Machine Horizontal Machining Center

A-XPF LAfEF=58 Conventional
4,4807F(, Holes 2,5607F] Holes

j:[lj ﬁ%u }E}Lbu I ET_I- E(J}Ju IE%{‘K I *,%\IF‘EHD I Stable machining by suppressing work hardening during pre-hole drilling
MHEERBEREIN TN TREEEXREE

It is crucial to suppress work hardening in work materials such as stainless steel .}L)\DWEE(JEE Work Hardness Near Hole Entry
3 400
ADO-SUS *%R - sasmuk R<: 10  DIT#HE : SUS304
Carbide Drill Series for Stainless Steel and Titanium Alloy Size Work Material
350 p——
OEMERMERITIRFAR & == ADO-sUs == VAT
Sharp Cutting Edge & 300
TIRIRRIE, HPHEIINTAEL B
Reduces cutting resistance and suppresses work hardening (HV)ZSO
< 52| u " SAY /| g
@RFAEHEM "MEGA COOLER" Pi&liFLAzIR,
N, N b - ‘
IERSANHAYEH E § 200
New oil hole shape "MEGA COOLER" increases coolant flow £
PAT.in Japan 150 Lo | )
0 0.2 0.4
MEGA COOLERZOSGHRH LAY ERMEIT. BE7LE2AYEERS (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:l:é_éﬁﬁ Highly Efficient Multi-purpose Forming Tap

A-XPF

Type 1
£c §
w"'\ a
gl e b
THLG:[:{ 2k Q@%
LF
Type 2
e
[a]
== &
oM — S&EEEDD THLGTH Lﬂ ‘ S
P16 §
LF
E&ﬁ% : M BfAzmm Unit:mm
s IR BENR| BE |(THEK 2K | 1256GKE BN R biZIN EITTES E=
EDP No. Thread Size Grade TAP Limit 2c 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 035 | 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 - °
8327899 STD | RH4 4P Yes °
8327832 | M 23X 04 |STD | RH4 2P 42 95 - 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 - °
8327841 STD | RH6 4P Yes °
8327842 | M 4 X 07 |STD | RH6 2P 52 10 20 5 1 °
8327881 STD | RH6 1P a °

B iRRIRAEESEp.3,

s =NEW SIZES

B See p.3 for explanation of icons.

@ =i7EEFR @=Standard stock item

| NEXT b



Bfzmm  Unit:mm

BmS BENR| BE (TEEK| 2K | BUEKE i< LS 2 ENES Befz
EDP No. Thread Size Grade TAP Limit 2c LF THLGTH LU DCON Type External Center Stock
8327845 STD RH6 4P Yes o
8327846 | M 5 X 0.8 STD RH6 2P 60 1 22 55 1 [ ]
8327882 STD RH6 1P [ ]
8327849 STD RH7 4P Yes ([ J
8327850 STD RH7 2P [ ]
M 6 X1 62 10 24 6 1
8327883 STD RH7 1P = [ ]
8327902 STD+2 | RH9 2P [ ]
8327903 STD-2 | RH5 2P o
8327851 STD RH7 4P [ ]
M 8 X125 70 12 - 6.2 2 -
8327852 STD RH7 2P o
8327904 STD+1 | RH8 2P [ ]
8327853 M8 x1 STD RH7 4P 70 5 6.2 5 [ ]
8327854 STD RH7 2P [ ]
8327905 STD-2 | RH5 2P [ ]
8327855 STD RH7 4p o
M10 X 15 75 15 - 7 2 -
8327856 STD RH7 2P [ ]
8327906 STD+2 | RH9 2P o
8327907 STD-2 | RH5 2P [ ]
8327857 STD RH7 4P [ ]
M10 X 1.25 75 15 = 7 2 =
8327858 STD RH7 2P [ J
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 o
M12 X 15 82 17 - 8.5 2 -
8327862 STD RH7 2P o
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 = o
8327867 | M14 X 1.5 STD RH9 2P 88 20 - 10.5 2 - [
8327868 | M16 X 2 STD RH10 2P 95 20 = 125 2 = ([ J
8327869 | M16 X 1.5 STD RH9 2P 95 20 - 125 2 - ([
8327884 | M18 X 2.5 STD RH11 2P 125 20 = 14 2 - ([ J
8327885 | M18 X 1.5 STD RH10 2P 110 15 - 14 2 - [
8327886 | M20 X 2.5 STD RH11 2P 140 20 = 15 2 = ([ J
8327887 | M20 X 1.5 STD RH10 2P 125 15 - 15 2 - [
8327888 | M22 X 2.5 STD RH11 2P 140 20 = 17 2 = ([ J
8327889 | M22 X 1.5 STD RH10 2P 125 15 - 17 2 - o
8327890 | M24 X 3 STD RH13 2P 160 18 = 19 2 = ([ J
8327891 | M24 X 1.5 STD RH10 2P 140 15 - 19 2 - [
% =NEW SIZES @ =IREEFR @=Standard stock item
- SRTRRA - ISP SRR Itk DRVSIESH LA HEAT AN T 428N T TR, -Please refer to the “Drilling & Threading Tools” general catalog for length of external
VEERERS BB T, center and shank square dimension 2k and DRVS.
chiZf EAETIRH EEEE (BEAZEH18 4 m, 1.The recpnjmenc}ed TAP Limit correspoqu to JIS clasle i.nternal thread stlandards.
o e o e Upper limit of pitch diameter tolerance is same as RH limit, but tolerance is 18 um.
2. LSRR RGOSR, 2. TAP Limit does not gurantee thread limit for the internal thread after tapping.
3. M2 6LATFFCiHE, 3. Thread Size = M2.6: without oil groove.
4 {JHISERAP  PGEFLA). 2P:B( 5FLA). 1P EtDE# 4. B¢ 4P : P (for through holes), 2P : B (for blind holes), 1P : short chamfer
5. W TIEFEIBANGE, L E S A= FHOTE T 1P £AIES 5. 1P of center surface and incomplete thread is remained to improve tap insertion of
CETIMIRIRN) ' : the drill holes. (Excluding short chamfer)
i AN . 3 The drill hole diameter for fluteless taps differs from fluted taps.
* RELLHESTIRILHNRIERR. KILR TES%Ep.17. For drill hole size, please refer to p.17.

pocid [10)



m ;/?\\iE }L%ﬁg ' g DJ LH‘EHEQ_Q% Highly Efficient Multi-purpose Forming Tap with Internal Coolant Supply

A-OIL-XPF

£c z
- o
. (&}
' [s]
@ “ ) B S - ... S
- w i [ - )
THLGTH 2 S
LU <
LF
Type 2
4c z
o
(&
[a]
e e S R OS
e THLGTH 2k ©
oM ™ %
P16 L

E&ﬁ% : M Bizmm  Unit:mm

Ams BE |THEK| 2K | BEEKE E1S e R ENIES B
EDP No. TAP Limit 2c LF THLGTH LU DCON Type External Center | Stock

8328000 M 5 X 0.8 STD RH6 2P 60 1 22 55 1 - o

8328001 | M 6 X 1 STD RH7 2P 62 10 24 6 1 — ([ J

8328002 | M 8 X 1.25 STD RH7 2P 70 12 - 6.2 2 - ([ J

8328003 | M 8 X 1 STD RH7 2P 70 12 = 6.2 2 — ([

8328004 | M10 X 1.5 STD RH7 2P 75 15 - 7 2 - ([ J

8328005 | M10 X 1.25 STD RH7 2P 75 15 = 7 2 = ([

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

8328007 | M12 X 1.75 STD RH8 2P 82 17 = 8.5 2 = ([ J

8328008 | M12 X 1.25 STD RH7 2P 82 17 - 8.5 2 - ([

8328009 | M14 X 1.5 STD RH9 2P 88 20 = 10.5 2 = ([ J

8328010 | M16 X 2 STD RH10 2P 95 20 - 125 2 - ([ J

8328011 | M16 X 1.5 STD RH9 2P 95 20 = 12.5 2 = (]
B IRRIRERESEp.3. O =i7EEFT @=Standard stock item
W See p.3 for explanation of icons.
LREEE RRRNBSILHEEFREE. PRI EAZIRHBERR, 1. The recommended tap limit corresponds to JIS class 2 internal thread standards.

BEAEHI8uM, Upper limit of pitch diameter tolerance is same as RH limit, but tolerance is 18um.

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

2 ﬁ?’f‘*ﬁ’%‘ﬁ“ﬁfmggm*ﬁg“ 3. 8¢ 2P : B (for blind holes)
3. TIHUHER2P B(HFLA) 4.1P of center surface and incomplete thread is remained to improve tap insertion of
4. ATRFRIUENYE, TinESATEF RO TR T 1PAAEE. the drill holes.
R HESTIRLHENRIVERR. KILRTIESEP.17, % The drill hole diameter for fluteless taps differs from fluted taps.

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



Eﬁg * g DJ LH\EHEQ_Q% K*ﬁiﬂ Highly Efficient Multi-purpose Forming Tap with Long Shank

A-LT-XPF

Bl :

Type 1

2

1 | DCON
|

THLGTH

LU

Type 2
£c §
— 777;.»,77777217
THLGTH oK o
on . K
P16 L
Bfzmm  Unitmm oy
x
BEINA| BE |HERK| 2K | B8EKE < = FiZ0N N[N EF =
Grade TAP Limit 8c LF THLGTH LU DCON Type External Center | Stock (@]
8328101 STD RH5 4P Yes o <
M3 X 0.5 X80 80 9 18 4 1
8328102 STD RH5 2P - o
8328103 STD RH5 4P Yes o
M3 X 0.5 X120 120 9 18 4 1
8328104 STD RH5 2P - [
8328105 STD RH6 4P Yes [ J
M4 X 0.7 X80 80 10 20 5 1
8328106 STD RH6 2P = o
8328107 STD RH6 4P Yes ([ J
M4 X 0.7 X120 120 10 20 5 1
8328108 STD RH6 2P = o
8328109 STD RH6 4P Yes ([
M5 X 0.8 X100 100 1 22 55 1
8328110 STD RH6 2P - o
8328111 | M5 X 0.8 X150 STD RH6 2P 150 1 22 5.5 1 - o
8328112 STD RH7 4P Yes ([ J
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 = ([ J
8328115 STD RH7 4P ([
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 ([ J
M10X1.5 X100 100 15 = 7 2 =
8328119 STD RH7 2P ([ J
8328120 | M10X 1.5 X150 STD RH7 2P 150 15 = 7 2 = ([ J
8328121 STD RH7 4P o
M10%X1.25X100 100 15 - 7 2 -
8328122 STD RH7 2P ([
8328123 | M10X1.25X150 STD RH7 2P 150 15 - 7 2 - [
8328124 STD RH8 4P ]
M12X1.75X150 150 17 = 8.5 2 =
8328125 STD RH8 2P ]
8328126 | M12X1.5 X150 STD RH7 2P 150 17 - 8.5 2 - o
8328127 | M12X1.25X150 STD RH7 2P 150 17 = 8.5 2 = o

B iRRIBRESE .3,

W See p.3 for explanation of icons.

LREERE JRPUIRAVAL TSR, PR ENZEFIRH FEEHER (B24R0E
T EFRRAERSBEN 12.7umiE 18um,

2. BB R RIE NIRLATE R,

3. JHISEAP P (1BFLA) . 2P: B(5FLA)

4. ATIRFARIENYE, SthESATEFBITRE T 1PAGIES.,

* BrELHESTIAILENRIVERR. FRAIRTIESEP.17,

@ =inEEFR @ =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. ¢ 4P : P (for through holes), 2P : B (for blind holes)

4. 1P of center surface and incomplete thread is remained to improve tap insertion of
the drill holes.

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

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



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

BE - SINEEFTELZ# RFALAIKRE

A-LT-DH-XPF

2

3
e ——— e EEEE R O
THLGTH £k y
LU <
LF
on
P16
E&ﬁ% : M Bfzmm  Unit:mm
B g M e vl vl B R B S el o
8328221 M2 X04 X 80 STD RH4 2P 80 4.8 20 3 1.5 - ([ J
8328222 M23X04 X 80 STD RH4 2P 80 4.8 20 3 1.8 = o
8328223 M 25X 0.45 %X 80 STD RH4 2P 80 54 25 3 1.9 - ]
8328224 M 2.6 X 0.45 X 80 STD RH4 2P 80 54 26 3 2 — o
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 = o
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 = o

B iRRIRBEIES % .3, @ =trEEFR @ =Standard stock item

B See p.3 for explanation of icons.

TREERE RANIBREAHHERIEE. PRI EAEMIRH HBEHER, (BR21588
TP RIAERRESEN 127 umfi2 181 m,

2. RS E AR RIE RS,

3. {IEIE#H<2P B (E4LA)

4 NTRFARIBAY, STHEASATET BB T 1P £AIEE.

* R ELHESTIRIZERNRIERR. RARTESEP.I7.

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.

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

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



7Jl] Ig)ﬁ Machining Tips
WA IRSFL O ERIXI R

Measures against burrs at entry point of internal threads

| s

ERlBurr Dc
£ |
\ D/

EFLE EFLE

FPE?IL?:Z.:
}Luﬁﬁ@,%ﬁﬂﬁﬂj Without chamfering }Luﬁ#ﬁﬁ,ﬁ@ﬂﬁﬁj With chamfering
FEaE 2B R RIS, TR wE A fRT, Ish, EERFLINTHEE118°ERN, RESEBIREEREHIT
SFEER], AHEERNFE, #EF#HT60° ~ 70°RIEIRA. BSR + 2 MEIEATEEAN, RIRI SR EIERIB=4.
Forming tap forms threads by plastic deformation. Without adequate chamfering, f5: M10x1.58%, 10mm+ (1.5x2) =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

fEATE i MIZS AL ORI
Tool A-XPF M8x1.25 2P Conditions of internal thread hole entry
InTaRt 60°f2
Work Material $45C No ?Eﬂ%ing 60° cha1me§ing
J&FL ®7.4%x12mm (@) 4
Drill Hole Size Through
WELKE
Tapping Length 12mm
e 30m/min(1,194min")
ERE AGAMELDRIER FoS201 B
Coolant Water-soluble Chlorine-free (5%) % -
ey .
{EFEALRE EhEUIN T (BT50)
Machine Horizontal Machining Center S 60°
JRFLAZR
Pre-drilled hole shape ®10
¢7.4 P74

| ]

INTER

9
e
=
2
£
=
S
3
=

WIRSF A RIX B

Differences in Thread Profiles

(e LI T RO, HF MRS
ROBSHI. (BERR)

The crests of internal threads machined with a forming tap

will be split or notched (see photo).




7]|] I?H%E Eg -141_% Calculation of Machining Torque

A-XPFARIZEAIINTIHAE. KRINTHIBE (HHEE) BSET&.

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

.*?éﬁ&muulmﬁ_%i Machining Torque Chart for Large Diameter Threads

BALN-m  UnittN-m

INTAFEZREL(K) coefricient of Work Material
R R 1Z(E)mm 2 4 8 11 12 14
Thread Size Pitch Diameter
AC ADC Bs $5400 $45C MG

M 18 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
M2 X 15 19.026 6 12 2 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

ARG SESE, HAMEINTHEMRE. LRNTHESETEERE, TE. RAESEGARmr=ERE,

KRAHOREERARMETIEIER (FNELH) B RIS BN,

*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).

%E EP;E@J ::I:lI E{JR?J- 7 i%;ﬁ Ll‘Fi‘l‘%ﬁitEﬁ}ﬁ% Calculate unlisted sizes using the following formulas

.H?J:T:ﬁ%&ﬁ'\]}]l]l?ﬂﬁﬁi‘l‘ﬁﬁiﬁ Formulas for calculating forming tap machining torque

: T: 458 [N+ m] : —
EAERISR FEZLHE Conventional Forming Taps Torgue Nkt e
= 2 K:  SE=E
T = 009806 X K X E X P* KUIHEZE e -
E: EF"% [mm] Aluminum Alloy
XPF%&U XPF series p: ;;;]ED[I:::;? Al _E %ﬁ% ; 3~4
T = 0.06864 X K X E X P? " pitch &
= ‘ﬁ 6~8
Brass
) A-XPF  M24x3 . SCM440414AT —ARAE 10 ~11
For machining M24 X 3 (SCM440 material) Mild Steel
— 2 = . -
T=0.06864 X14 X 22.051 X 3° = 191 [N°m] B = N N
Carbon Steel n 12
) AHRREFCEIEIEE (JMBEH) RISEE. A% (AR N 13 ~14
BEFERN I ESEN TINEER EMmEN. 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 %14:%;&4% Cutting Conditions

PIREE
Cutting Speed
(m/min)

X ~ . AELIHIHER
5

NIt

A-LT-DH-XPF

e N N N N

Mild Steel - Low Carbon Steel - Medium Carbon Steel €<0.45% © 10 50 5 25 5 25 5 25

AR N N ~ N

High Carbon Steel 0.45%=C O 10~40 5~20 5~20 5~20

=K ~ ~ ~ ~

/l\:IIon Steel SCM © 10 35 5 15 5 15 5 15

VAR5 ~ ~ ~ ~ ~

Hardened steel 25~35HRC © 5~30 5~15 5~15 5~15

54 ~ ~ ~ ~

Cast Steel sC O 10~ 40 5~15 5~15 5~15

N SUS304 N _ _ ~

Stainless Steel SuUS420 o* 5~15 5~10 5~10 3 5

EIE Cu © 10~ 30 5~20 5~15 5~15

opper

£t - SRl Bs-BsC o 10~ 30 5~20 5~15 5~15

Brass - Brass Casting

R ~ ~ ~ ~

AII:LIJminum Rolled Steel Al © 20 50 10 30 10 25 10 25

A?uﬁﬁ%# ; AC-ADC © 20~ 50 10~ 30 10~ 25 10 ~25

uminum Alloy Casting
FEEHH ~ ~ ~ ~
Zine Alloy Casting ZDC © 10~ 30 5~15 5~15 5~15
BfO AEO BestO GoodO

I RIS GEERERT KRS (B8) . Note : The indicated speeds and feeds are for tapping with chlorine-free water soluble coolant.
*1 I CAEE IS A R D E R E E e M BRI KGA M B H5, *1 : We recommend using non-water-soluble coolant or highly lubricated water-

soluble coolant for stainless steels.

ERTRESHETWNIRE, A0 KIFELHERIIERE

Maximizing tap performance with machines equipped with synchronous feed mechanism

INIER
Machining Tips

zam  SynchroMaster s

BERAGHCE (NSHERER) REEEHE

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

BEFE

Scan for details

PIEISRIERER
Cutting Conditions

B GHEY EMHEBMYE GHCE
GH Type - General-purpose GHC Type - Optimized for Chip Removal
IR HMEBELH WISHERE
Center-through External coolant supply Collet-through

sn B

RIE AL,
R !
; Imfrgvfsﬁbrication

even without coolant
holes

FMIE

Without grooves

BLE

With grooves

% ERBGHASZRFPIL IS
ER8GH does not support center-through




IREURFLINTHEFER recommensearoponnsi

gfzmm Unit:mm

|BJIS14RABEL |BJIS24RABEL
R for JIS class 1 drill hole dia. for JIS class 2 drill hole dia.
Thread size RHEE| BN-BA(RATR) |RigE B\ Bk (REE)
RHLimits| Min. ~ Max. (Thread Overlap Ratio) | RHLimits Min. ~ Max. (Thread Overlap Ratio)
M1 X0.25| — - 4 | 09 ~ 092 (100%~80%)| — - 4 | 0.901~0.92 (100%~80%)| — -
1.2X0.25| — = 4 1.1 ~ 112 " = = 4 1.101~1.12 n - -
1.4%X0.3 - - 4 127~ 1.294 l - - 4 1.27 ~1.294 " 4 | 1.27 ~ 1.291 (100%~82%)
1.6X035| — = 4 144~ 148 (100%~75%)| — = 4 1.44 ~1.466 (100%~81%)| 4 1.44 ~ 1.475 (100%~75%)
1.6X0.2 - - - - - - - - 4 | 1.53~ 1.55 (100%~75%)
¥ 1.7X035| — = 4 1.54~ 1.58 (100%~75%)| — - - o — —
2 X04 - - 4 1.81~ 1.85 n - - 4 1.81 ~1.84 (100%~81%)| 4 1.81 ~ 1.849 (100%~75%)
% 2.3X04 = = 4 | 211~ 215 I - - - — — -
25%X045| — - 4 | 228~ 233 i - - 4 | 228 ~2312 (100%~82%)| 4 | 2.28 ~ 2.324 (100%~75%)
% 2.6X045| — = 4 | 238~ 243 4 = - - - - -
3 X0.5 - - 5 | 276~ 281 (100%~75%)| — - 5 | 2.762~2.798 (100%~82%)| 5 | 2.762~ 2.812 (100%~75%)
4 X0.7 = = 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~ 5.57 " = = = = 7 | 549~ 556 I
8 X125 5 7.31~ 7.38 (100%~85%) 7 734~ 741 (100%~85%) 5 731~ 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%) 5 916~ 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 4 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 (1119 ~11.24 " 7 (1119 ~11.27 "
12 X125 — = 7 [11.34~11.41 4 = = 7 11134 ~114  (100%~87%)| 7 [11.34~11.41 1
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 1.5 - - 9 [13.21~133 n — — 9 |13.21 ~13.27 l 9 [13.21 ~133 "
16 X2 = = 10 |14.92~15.04 " = = = = 10 [14.93 ~15.04 1
16 X 1.5 - - 9 [1521~153  (100%~80%)| — - 9 |15.21 ~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 "
18 X 1.5 - - 10 (17.22~17.31 n — — — - 10 |17.23 ~17.31 "
20 X 25 = = 11 |18.63~18.78 " = = 11 |18.64 ~18.73 (100%~90%)| 11 |18.64 ~18.78 I
20 X 1.5 - - 10 |19.22~19.31 " - - - - 10 (19.23 ~19.31 "
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 n — — — - 10 |21.22 ~21.31 "
24 X3 = = 13 [2236~22.53 " = = = = 13 (2236 ~22.53 "
24 X15 - - 10 |23.22~23.31 " - - - - 10 (23.22 ~23.31 "
#JIS B 0205-2:2001 ZR2ep5R5 HAMRSRT . #Nominal size of a screw that is not listed in JIS B 0205-2:2001 Table 2.
1. EROEAEEIN I ESERRMEL, UtsE, 1. The proper drill hole size may change due to material variety. Use the recommended
2. ERFEIRBN T FORR T B 2 D2, SR LB M. drill hole size as a benchmark. ) . ) )
3. IR A ST T IEEe, BIEEERIEE, 2. /h\s t(?e hole ((ijlarr?eter mfay vakrylby b(::a\ﬂolr oéplasttlmtyhde;isr?odlrégton the n;i'frlal, .
4. RS, T, EUSESEONITERE, HIE. 7ol tapping priof to final machining. o He e GEEmInediroug

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.

O S G —EHX N TRHERIFBR

OSG’s Environmental Initiatives

BHE -BRE

Tool Reconditioning

ZiEBEANTENIHTNE
MR, BTFHORFEMEIK
RIBRIPIED.

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




E&E*ﬂﬂgﬁ?& Introduction of Thread Gauges

0SG BELEIIBITR, BIEGEIS RENS LB RTIKESD -
BT, ars

Scan for details

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

LG : %&%*&BE%;}M Ké}ﬁg! Thread Limit Gauge Long Neck Type éag_éaz'g

Scan for catalog

EPBAS, AIOBEBOREP L, Rk, StfRemessEmEn

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

I, _ S I Y Y Y Y S
B i

D LC- LG . D LC;%E%&%*& BE%*N’ DLC Coated Thread Limit Gauge
KAEEBENRIDLGRE,
JBMIhIFkEE (BEe. EESF) NINRTEERE.

DLC coating offers excellent lubricity, making it effective against welding in non-ferrous metals such as

aluminum and copper alloys.

TIN-LG: TiNiRERBFERPEERR cones tresatimicouee

RAMBRERARNTINGE, SLIHKEBX.
JHNUERRE (B%) .

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

LG : /J\‘/féﬁgim Plain Plug Gauges for Minor Diameter

PELERII RN, R R EMNREBEXREFEER.
PRSI T 5eRk/s, FIRISERRAIR R T THAGIE.

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.

m

|[BJIS #&&RA  IM T{EE : WM

@
8
&
8
3
=
3
=
53
=
£
o
S
3
&

il
h
:
B
:

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



shaping your dreams

XLl (LiE) SEIRERAE

OSG Corporation

BXEAL (Ei) 4558

b EEHRTRETE11335KTRELT HT1H2110E1003-075875T

FEiE: 021-52552588;

B (EE) KBS
ik ST ELEHES ST 1-2@AE1004=
FEiF: 0510-82739271; {&E: 0510-82739220; HB4m: 214074

BXEAL (L) SEM=ESSAT
ik REETEHH R X R POEFE5062E
EEiE: 0553-5868160; f&€H: 0553-5868190; HRgm: 241000

BXtA (Ei) TUNESSFT

Motk ST BN R R IS5 1 SimAiE HARE33A16

FBi&: 0512-62388327; {&H: 0512-62388320; HB4®: 215000
BXEAL () HuNRLLESSFT

ek TSN TR X T OIS 0S KIRERRS $741E1 52556032
FEiE: 0571-82757757; f&E: 0571-82757767; WB4R: 311215

BREA (L) TRESHT
etk T ETIRHER X R E4665 LB AE604-12
FiE: 0574-88161548; {&E: 0574-88134670; Hp4: 315100
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