Spiral Flute Tap for Aluminum Alloys

e RIS 223
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No More Chip Trouble. Only Peak Efficiency.
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Are you struggling with chip entanglement when machining highly ductile aluminum alloys?
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Chip entanglement is the leading cause of
reduced tapping efficiency.
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Stopping the machine

« Smooth chip .
evacuation Issues caused by chip entanglement
« High rigidity

Optimized for EEETE.IEE
aluminum machining Primary Problems
O Z23ERIEET] - TR

Chipping and breakage of taps
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OREBLEERE SINED [V miEARFEHER YIS
AR Poor internal thread accuracy Manual chip removal by operators
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V Coating Scratches caused by chip friction Reworking

High wear resistance
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Reduced work efficiency and hindered automation
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Reduces chip removal work!
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g:]at;nm;elm::: chip Reduces machine downtime and improves overall productivity
NI 44¥: A6061
Work Material
EFHTER:M6X1 2.5P  {IH4IEEF : 40m/min  IXIEE : 12mm (2D)
Tool Cutting Speed Tapping Length

WINT20FL/5 After tapping 20 holes

AELINT

Uninterrupted
Machining

oL h A-SFT-AL
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Smooth chip evacuation for better operational efficiency
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Optimal shank length that suppresses chip entanglement
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Superior chip control even on horizontal machining centers

IH]I*Z*Sl' . A5052 WINT207L/5 After tapping 20 holes

Work Material tIYhERE 20m/min 40m/min

BETE:M6 X1 2.5P Cutting Speed (1,061min") (2,122min™)
Tool 19
WL 12mm (2D)
Tapping Length
BP 45 B 2 1)l ik 1, 1) B 4
KUK BRD, TEALHB
TERSESINT
Maintains low chip entanglement
across varying cutting speeds,
enabling stable, uninterrupted PIEF=R
machining. Conventional
Bt A8~
Competitor
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Reducing machine stoppages improves productivity and promotes labor savings

HEEA ST, SHEAREE—ARE, A-SFT-ALEATZ—T8, BTy o
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Unstable chip evacuation is a common issue when machining aluminum alloys. The A-SFT-AL minimizes chip-related stoppages,
boosting productivity and reducing labor needs. Improved efficiency also leads to lower energy use.
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7.]” Iﬁ}E Cutting Data

. A2024E,\J}JDI Machining A2024

e ASFT-AL M6X1 2.5P
ool

InT4ae

Work Material A2024

7 ®5%20mm (GEF)
Drill Hole Size Through
WEKE

Tapping Length 12mm (2D)
TR ; .-
Cutting Speed 40m/min (2,122min")
il KEMELDERF T8 2015
Coolant Water-soluble Chlorine-free (5%)
{sEFEUR AT (BT30)
Machine Vertical Machining Center

SR#EFRELL, BERIEENES, HER
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Compared with the conventional product, wear is more
uniform and overall wear is reduced.

tﬂﬁﬂiiﬁ'-ﬁt}]}%ﬁ?l{k Cutting speed and shape of chips

ERIR ASFT-AL M6X1 2.5P
ool

DI

Work Material A2024

@ 5%20mm GEFL)

.I]DISO()}U-E_ Cutting edge after tapping 500 holes

A-SFT-AL

LA

Conventional

tﬂﬁﬂﬁﬁ Cutting Speed

20m/min

40m/min

Drill Hole Size Through TN e S N N N e
%lp%ﬁ%ngth 12mm (2D) = :’:*I“?-?'M‘%& ) > ,—f;;-}.v,-:-n‘:v-';j:-r:ﬁza-;}ﬂ@, e
L AEMETIE T 2048 : kil
Coolant Water-soluble Chlorine-free (5%)
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Chip shape remains consistent even when cutting speeds
change, enabling stable machining.

. A7075E97JDI Machining A7075

TR ASFT-AL M3X0.5 2.5P
ool

DNITA

Work Material A7075

Fd ¢2.5X10mm (&7)
Drill Hole Size Through
WLKE

Tapping Length 6mm (2D)
IR ; .
Cutting Speed 40m/min (4,244min™")
TIHEIHE AKFEELTEIHR TS 2045
Coolant Water-soluble Chlorine-free (5%)
{SEFAHAR IZEUINT A (BT30)
Machine Vertical Machining Center

EEERREESSRMAMLE, thAISIEERE
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Ensures stable machining with minimal wear in
high-strength wrought aluminum alloys.

IDHISOO}LE Cutting edge after tapping 500 holes
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Conventional



. ADC12HI\J}JDI Machining ADC12

EHTH -SFT-

Tool A-SFT-AL M6X1 2.5P
At

Work Material ADC12

&l ®5%20mm (E7L)
Drill Hole Size Through
IELIKRE

Tapping Length 12mm (2D)
YIHIE=EE ; .
Cutting Speed 50m/min (2,653min™)
YIRH KB MELIHEF FT#20(%
Coolant Water-soluble Chlorine-free (5%)
{SEFEHR =N THO (BT30)
Machine Vertical Machining Center

HEEZERFENBSSERGL, BERRER

YFEOTITEE 14

Delivers favorable wear progression even in aluminum
die-cast materials that typically experience rapid tool wear.

.HHISO()}U-E_ Cutting edge after tapping 500 holes

A-SFT-AL

B (FAEF 42 IR TS € A5052

Machining A5052 using a floating tap holder

EHTa A-SFT-AL M6X1 2.5P
ool

At

Work Material A5052

JEFL ®5x20mm GE7L)
Drill Hole Size Through
WKE

Tapping Length 12mm (2D)
LB ; .
Cutting Speed 10m/min (531min™)
VAL :

Holder Floating Holder
TIHIH KBTI FoS2005
Coolant Water-soluble Chlorine-free (5%)
{SEFEAU 7Tl (BT30)
Machine Vertical Machining Center

A-SFT-ALRBEYLER, BDRERERF NI TR, th
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The A-SFT-AL produces high-quality thread profiles that
pass gauge inspection, even when using a floating tap
holder, regardless of the machine tool.

.Eﬁﬂ:ﬁ?ﬁ Thread Profile
] L

* B3 Reference

FRAR (BF) SBULARTEE

Thread profile defects (crest thinning) causing the NO-GO
gauge to fail



Eﬁ%ﬁ% (%Eléﬁﬁﬁ ) Spiral Fluted Tap (For Aluminum Alloy)

A-SFT-AL
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The entire lineup of A-SFT is without external center on the screw side.

SPEED
— AN

v 45 P6

H&&ﬁp% : M B :mm Unit:mm

HSSE

Bms R3 BERR| BE (JHEK| £K |(BIEKE| @ik w=E Ey | EEELE| Ee
EDP No. Thread Size Grade TAP Limit gc LF THLGTH L DCON NOF  |Recommended | syock
8328600 2.5P @
M 2X04 X 45 STD OH1.5 45 3.2 10 3 2 1.63
8328601 1.5P o
8328602 2.5P o
M 3X0.5 X 56 STD OH2 56 4 19 4 2 2.53
8328603 1.5P o
8328604 2.5P o
M 4X0.7 X 63 STD OH3 63 5.6 21 5 2 3.35
8328605 1.5P (]
8328606 2.5P o
M 5X0.8 X 70 STD OH3 70 6.4 24 5.5 2 4.25
8328607 1.5P (]
8328608 2.5P (]
M 6 X1 X 80 STD OH3 80 8 29 6 2 5.1
8328609 1.5P (]
8328610 2.5P (]
M 8 X1.25 X 90 STD OH3 90 15 37 6.2 2 6.8
8328611 1.5P (]
8328612 2.5P [ )
M10 X 1.5 X100 STD OH3 100 18 41 7 2 8.6
8328613 1.5P O
8328614 2.5P [ )
M12 X 1.75 X110 STD OH4 110 21 48 8.5 2 10.3
8328615 1.5P O
@ =inEEFR O=#inEERm (BWAET.)
@ =Standard stock item O =Limited standard stock item
B iRERIU 5 ERR~T 2k, DRVSiEE % p.6, M See p.6 for shank square length(2k) and width (DRVS).
1LHREE REIAT2RNBSUENNLEEFEE. 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2. B E A RERIENIRLSGEE. 2.Tap limit does not guarantee thread limit for the internal thread after tapping.
3. ERHATIREANIMET, TRERREMBLY KNS, FSHEE. 3. Stable feed control machines are recommended to avoid over size tapping.
4. REFBME. 4.Regrinding is not recommended.
5. TR AIBIS2RMIZL A, 5.The recommended tap limit corresponds to JIS class 2 internal thread standard.

- ﬁﬁaﬂ% Guide for Icons

n *ZE Tool Materials EEM Surface Treatment P&Bﬁ% Helix Angle
BN m— ViEE NN RIS
HSSE Hnigh V'a_:\adium oS v (EEZRER) 45° Helix angle offluteEflor end Taps

V (Composite multi-layered) Coating

n tﬂﬁu%{q: Cutting Condition
SED SIS M EFTERG

Indicates page number for cutting conditions




PRI R EETR g condivons

Il A-SFT-AL (2.5P)

LIEIEERE (Mm/min) Cutting Speed 9 1|0 2|0 3|0 4|0 5|0 6|0 7|0 8|0 90 1(|)0
R A %k k% i :
AII:ll,lminum AC,ADC 5-50 50-100
. A-SFT-AL (ﬁt}]ﬁu%&1 5P short Chamfer)
YIEERE (m/min) Cutting Speed (I) 1|0 2|0 3|0 4|0 5|0 6|O 7|O
58 A % %k k%
AII:LIJminum AC,ADC 5-30
HEETE AIINIEE
Advisable Possible

1. UIHLEE S PRI T IRt T RE .
2. RIS AEIERERTERAAETIE®F.
3. WRIEIRIERIAIER, BT D AIELRE.

1. Cutting speed should be adjusted according to the machining conditions.
2. The indicated speeds and feeds are for tapping with water-soluble oil.
3. Depending on the coolant condition, it may not show a good results.

*ﬁgBTngﬁg’lﬁ Straight Shank with Flat Part

E\?&E}L?é% Recomennded Drill Hole Size

Bf7:mm  Unit:mm

L LY PU75EREE
DCON ek DRVS
3 5 25
4 6 3.2
5 7 4
55 7 4.5
6 7 4.5
6.2 8 5
7 8 55
8.5 9 6.5
=
3
(@]
2k 2

/L}%!IE& Metric screw threads

JIS B 0209-1: 2001
JIS B 8031: 2006

BAf7:mm Unit:mm

=z | RINEFLE BARALE
BRERT }Sﬁnﬁiﬁ Min. drill hole dia. Max. drill hole dia.
Thread Size drill hole dia.

SESEE | IBIS2RA 6HF
M2 X 04 1.63 1.57 1.67 1.67
M 3 X 0.5 2.53 2.46 2.59 2.59
M 4 X 0.7 3.35 3.25 3.42 342
M5 X 0.8 4.25 4.14 433 433
M6 X 1 5.1 492 5.15 5.15
M 8 X 1.25 6.8 6.65 6.91 6.91
M10 X 1.5 8.6 8.38 8.67 8.67
M12 X 1.75 10.3 10.11 10.44 10.44

FARRIRIENS B 0209-1:2001iH EE LIS EE,

The pilot hole diameter is a reference value calculated based on JIS B

0209-1:2001.



shaping your dreams
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0OSG Corporation
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it I EA e SR 1 -2 AE 10042
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BRI (E8) RS
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BREA (L£iB) TRESHT
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otk SERAET MR AXMAIFEES 1612 ZREFR 7ARE30012=A06-07 57T
EBiE: 020-38210423; f£E: 020-38210425;  HB4R: 510610

B (E8) RYIESAT
ik TARER MR A E PR eSS OBEE17/E17108
BHiE: 0755-83566532;  {&E: 0755-83558854; HB4R: 518017

BREA (L) dERORE
ik JERTHEAPAREE A1 9SERARE 15452020182
EBi%: 010-85261018;  {&HE: 010-85261016;  HB4: 100004

L (E5) KEDAF
it KM XS SR — SR OIKRAE20/£20072
EHiE: 022-23037566/27357729 HR%%: 300100

BXEH (ki) FRLLIZESSAR
dotlk: FREHLTNEEREREEE NERERTIOAE1213E
EBiE: 0757-86777181 HRgm: 528200

HRgm: 214074

HR4R: 241000

B (Lig) FBHNERSSAT
ehik: ARSI TE LR 138 SIZ RT3 51515551002
EHiE: 186-3092-1318; HR%m: 450016

BXtA (L) Fa%s=ssh
it PRAREFARAR KRNI P EERRE F/ABE20022
FBiE: 029-88860594; €8 029-86182003; Hp4m: 710018

BREH (L) AESAFE

ik T FEAEFAXCERRAEB2006

FHiE: 0411-87655185;  {&H: 0411-87655186; HB4R: 116600
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BREHL (L) RREFESSAT

fttik: 70| SRR L I AEEE# 9SS EfNY E T 6K 5552201
FRiE: 028-65783992; f€H: 028-85005292; HRR: 610042

BREH (Lig) BRESMH
it BRI R AR EIEE R 8 S HifEb L 40E12-1
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Http://www.chinaosg.com

Ty 400 888 2086

E-mail:business@chinaosg.com
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