Spiral Flute Tap for Stainless Steel Vol.2
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A-SFT-SUS

A-SFT-SUS DIN: MiBgy BANT1ER

11 new items added
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7 new items added

No More Chip Trouble. Only Peak Efficiency.
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Are you struggling with chip entanglement when machining tough, ductile stainless steel?
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Chip entanglement is the leading cause of
reduced tapping efficiency.

Flute design
optimized for
stainless steel
machining
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Issues caused by chip entanglement
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High-performance
Vi coating developed
specifically for taps
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Optimal shank length
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Chipping and breakage of taps
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Poor internal thread accuracy
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Scratches caused by chip friction
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orrespondence
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Stopping the machine
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Manual chip removal by operators
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Reworking

that minimizes chip -
entanglement
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Reduced work efficiency and hindered automation
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Reduces chip removal work!
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Reduces machine downtime and improves overall productivity

INL#3#: SUS316

Machined Holes
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Work Material
EHETE: M8X1.25 2.5P  {JHIEE: 7.5m/min WXKE: 16mm (2D)
Tool Cutting Speed Tapping Length
BHI}L& *nmf‘%-'i;kﬁ Number of Machine Stoppages
Number of
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Smooth chip evacuation for better operational efficiency
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Optimal shank length that suppresses chip entanglement

INI#4¥l : SUS304

A Work Material
% HEATAR:M10Xx 1.5 2.5P  {JHIEE: 7.5m/min
E E < Tool Cutting Speed
5 o 4IRS 20mm (2D)
y 7 7ﬁr’ K é Tapping Length
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High durability that helps minimize tool-change frequency

InI#4kl : SUS316

Work Material
fFAIR:M8X1.25 2.5P JHIEE: 7.5m/min  KZEKE: 16mm (2D)
Tool Cutting Speed Tapping Length
BHI}Lﬁ Number of Machined Holes .I]HIZ,OOO}LJ_E- Cutting edge after tapping 2,000 holes
| 5?0 1,900 1 ,5‘00 2,900
A-SFT-SUS 2,000, Holes ams
till Running
Bl i sl
Conventional Breakage four fimes longer
tool life!
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Reducing machine stoppages improves productivity and promotes labor savings
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In stainless-steel machining, unstable chip evacuation remains a major challenge. The A-SFT-SUS addresses this issue by reducing
machine stoppages caused by chip-related problems, improving productivity and enabling labor savings.
Higher productivity also contributes to reduced power consumption.
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7.]” Iﬁ% Cutting Data

. SUS304E,\J}JDI Machining SUS304

fERTa A-SFT-SUS M10X15 2.5P
T

Work Material SUS304

&7l ©8.5%X25mm (JE7FL)
Drill Hole Size Through
WHERKE

Tapping Length 20mm (2D)
TIRIEREE ; .-
Cutting Speed 7.5m/min (239min")
TOHIE KEMELDERF T8 2015
Coolant Water-soluble Chlorine-free (5%)
(s FRHLARE X0t (BT40)
Machine Vertical Machining Center

AREMTIRRERERSUS304
Enables stable machining of SUS304, one of the most
common stainless steels

A-SFT-SUS

LA

Conventional

I]DI}L& Number of Machined Holes
1,q00 1,5‘00

590

2,900

500?[, Holes

461F, Holes

A7
Chipping
HA7]
Chipping

2,000_7r|_. Holes

2,000}[, Holes

LIPS

Loud abnormal noise
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Breakage

A-SFT-SUS /nT2,0008./5

After tapping 2,000 holes
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After tapping 500 holes
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Conventional

. ﬁm E'\:_Et}JDIEF”L\;\iE?i- S U 53 042]”1 Machining SUS304 on a horizontal machining center

E(EIEIE A-SFT-SUS M8X1.25 2.5P ﬂﬂI?Li‘SI Number of Machined Holes

200 400 600 800 1,000
IR \ \ \ \ 7
Work Material sUs304
&7l $6.8Xx20mm (i&71)
Drill Hole Size Throlgh A-SFT-SUS 1,0007, Holes E}#ﬁnning
WHEKE
Tapping Length 16mm (2D)
TOHIERE ; -
Cutting Speed 7.5m/min (300min")
o] AL KR4 LA PR 1,000, Hotes e
Coolant Water-soluble Chlorine-free (5%) Conventional ipping
{SEFRT Eb=UIn TR (BT40)
Machine Horizontal Machining Center
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Chip entanglement is suppressed even on a horizontal
machining center, enabling stable machining

| HDI‘I,OOO}LE Cutting edge after tapping 1,000 holes

A-SFT-SUS
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Conventional




. SUS31 6E’\J}JDI Machining in SUS316

%(EFIE A-SFT-SUS M4Xx0.7 2.5P ﬂDIS‘Li‘SI Number of Machined Holes
500 1,000 1,500

T \ \ \
Work Material SUs316
RA $33x12mm (&) 1,300, Holes quE

rill Hole Size roug A-SFT-SUS ill Running
WERKE ET4kER
Tapping Length 6mm (1.5D) 1,300, Holes Still Running
VIR E ; i
Cutting Speed 7.5m/min (597min") -
LM KGRI Fm201% R 993, Holes g cakage
Coolant Water-soluble Chlorine-free (5%) U\EFHH

N Conventional iR

(PR 3758 Tl (BT30) 13l Holes 51 okage
Machine Vertical Machining Center

BP(EAE SUS3 16445 L thRESCIN =i At !
High durability also achieved in SUS316!

[ | ﬂuI1,000}LE Cutting edge after tapping 1,000 holes

A-SFT-SUS
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SynchroMaster

BN RERESE, BREDETRRMG, REMAK

Tap holder engineered to maximize the performance of A-Tap!
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Scan for details

Tool damage is reduced and durability is improved through a load-absorbing mechanism

,JUIHJ& Number of Machined Holes

‘ 2?0 4?0 690 8?0 1 ’0\00

SynChrO 1Iooo¥|_] Holes
Master 8887, Holes
xmms __pe
NI £2 7017 LA 254Jt ?n{ &

Solid Type Holder

INTA3%L - S45C fERATER : A-SFT M4X0.7 1P {JHIEEE : 10m/min

Work Material Tool Cutting Speed

BSEAESZSBINIAREN FIIEEKT, hegTIIREMNT

Stable machining even with a one-thread chamfer, which is prone to instability
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ﬁﬁﬁ%é%&( K%%Mm ) Spiral Fluted Tap (For Stainless Steel)

JIS #UAg
Standard

A-SFT-SUS

= HI#ER (8 0) 2.5P

Chamfer Length

» & RIREUSRTRR bR

The entire lineup of A-SFT is without external center on the screw side.
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CM- T s | h

IREFPE - M

£c

i e e e — S ¥
| THLGTH | ok ©

LU L

B :mm  Unit:mm

i DA "o | Bx | Gk |esmer) wk | ome | mm STEAR
8328500 M 3 X0.5 X 56 STD OH2 56 4 19 4 3 2.53
8328501 M 4X0.7 X 63 STD OH3 63 5.6 21 5 3 3.35
8328502 M 5X0.8 X 70 STD OH3 70 6.4 24 55 3 4.25
8328503 M 6X1 X 80 STD OH3 80 8 29 6 3 5.1
8328504 M 8 X1.25X 90 STD OH3 90 15 37 6.2 3 6.8
8328505 M10 X 1.5 X100 STD OH3 100 18 41 7 3 8.6
8328506 M12 X 1.75 X110 STD OH4 110 21 48 85 3 10.3

W RSB IY 5 EBR T 2k, DRVSiES% p.10,

1BERE RESTEMIBRLUENILEEFEE.

2. AR E R RIE IR LS E.

3. (EFABHAT IR EAOMEY, TTRERRERIRKY KA, BELER.
4. NEZBE.

5. EFRRFLZ AR )IS2 R MRS A,

. ﬁiﬂﬁ'% Guide for Icons
n *Z Tool Materials

Powder Metallurgy HSS (CPM) Vi VI Coating

iﬁﬂ:ﬂ Surface Treatment

@ 2B RHEETER All are Standard stock item
M See p.10 for shank square length(2k) and width (DRVS).

1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2.Tap limit does not guarantee thread limit for the internal thread after tapping.
3. Stable feed control machines are recommended to avoid over size tapping.
4.Regrinding is not recommended.

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

!‘gﬁﬁﬁ Helix Angle
RN RAHRlEENIRlER

45° Helix angle of flute for end Taps

A oiNn

== Fw DIN M90S SPEED
DIN371 DINStandard

t}]ﬁﬂ%ﬁ: Cutting Condition
RIRI SR RTERT

Indicates page number for cutting conditions
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!%BEEQ_Q%E( Z:%%ﬂ m ) Spiral Fluted Tap (For Stainless Steel)

A-SFT-SUS
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ww Type 1 A —— ——— ( N D). —
THLGTH
LU Ny
g LF <
= IR (R 0) 2.5P !
Chamfer Length %
» 2R ABRGIRTNR EbR 51 8
The entire lineup of A-SFT is without external center on the screw side. Type 2 RS S — RS Epp———— D @ —
EEEE ANN o I D THLGTH y
M Vi 45’ DIN371  DIN376 F:Egn LF N
E&W% M BfiZ:mm Unit:mm
RS R wBE 2K |BOEKE| @K W |WABRY | EH | RIRSEE | BRI
EDP No. Thread Size Tol. LF THLGTH LU DCON DRVS NOF Type DIN
48455125 M 2 X04 6HX 45 3.2 10 2.8 2.1 2 1 DIN371
48455138 M 3 XO0.5 6HX 56 4 18 35 2.7 3 1 DIN371
48455144 M 4 X0.7 6HX 63 5.6 21 4.5 34 3 1 DIN371
48455149 M 5 X0.8 6HX 70 6.4 25 6 49 3 1 DIN371
48455155 M 6 Xi1 6HX 80 8 30 6 49 3 1 DIN371
48455158 M 7 Xi1 6HX 80 8 30 7 5.5 3 1 DIN371
48455161 M 8 X1.25 6HX 90 10 35 8 6.2 3 1 DIN371
48455169 M 10 X1.5 6HX 100 12 39 10 8 3 1 DIN371
48455179 M 12 X1.75 6HX 110 14 = 9 7 3 2 DIN376
48455191 M 14 X2 6HX 110 16 - 1 9 3 2 DIN376
48455202 M16 X2 6HX 110 16 = 12 9 3 2 DIN376

@ =P AREREER All are Standard stock item



y%ﬁﬁ*gi_ﬁ%&( Z:%%M m ) Spiral Fluted Tap (For Stainless Steel)

A-SFT-SUS

=
Lc 8
R 10 ‘ B0
‘ Type 1 T — | — - ). —
THLGTH O
LU N
s 1 LF >
= IR (R 0) 2.5P !
Chamfer Length %
» £ R IIREMZETRR KRR e 2
The entire lineup of A-SFT is without external center on the screw side. Type 2 I R E——— — @ _
BN AN ST B S THLGTH @}(
CM &5 N DN o LF S
E&W% : MF BfZ:mm Unit:mm
HRS RY BE 2K |BOEKE @K WE  |WERRY | 1B | RSEE| BRI
EDP No. Thread Size Tol. LF THLGTH LU DCON DRVS NOF Type DIN
48455603 MF 8 X1 6HX 90 10 35 8 6.2 3 1 DIN371
48455607 MF 10 X 1 6HX 90 12 35 10 8 3 1 DIN371
48455606 MF 10 X 1.25 6HX 100 12 39 10 3 1 DIN371
48455181 MF 12 X 1.25 6HX 100 12 = 9 7 3 2 DIN374
48455180 MF 12X 1.5 6HX 100 14 - 9 7 3 2 DIN374
48455192 MF 14 X 1.5 6HX 100 16 = 11 9 3 2 DIN374
48455203 MF 16 X 1.5 6HX 100 16 - 12 9 3 2 DIN374

O & EnERFER(BIAERS) Allare Limited standard stock item



TIBI R BEHER s condnon:

B A-SFT-SUS JIS

IEIEEE (m/min) Cutting Speed (IJ 1|0 2|0 3|0 4|0 5|0 6|0 7|0
o L e 5-50
High Carbon Steel
BEW :
lﬁ:oy Steel SCM 5-30
—AREEHIFRN )

Mild Steel 55400 5-20

ANEEEN SUS304 :

Stainless Steel SUS420 m 10-15

@ AC )

All:lljminum ADC 5-50
Hl A-SFT-SUS DIN

EDBLERE (m/min) Cutting Speed |0 10 20 30 40 50 60 70
1?%?&:%}@1 Steel €<0.2% 5-20

3 X
mﬁ%ﬁ;bon Steel 025<C<04% 5-50
PR e C=0.45% 5-50
=5 i
Al:I:oy Steel SCM 5-30
A ,

Stainless Steel SusS 5-15
EaeH AC 5-50
Aluminum Alloy Casting ADC
HIFEE AN TS5
Advisable Possible

1. VRIS EiSHIA I ERRIN TS ST I RE .

2. WINEIRMEIERIERT KB IER.

3. WRIETIESEFAYIER,
(k) HEBMIEE.

BAEEARE

RO RIEMRE.

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.
(*)Please set cutting speed carefully.




*VSFEB EgBﬁ;ﬁ (J I S) Straight Shank with Flat Part foe JIS J Isszy‘:‘ét%

B{7:mm Unit:mm

e W ak=ithS Ly agi
DCON 2k DRVS
4 6 32
5 7 4
&
5.5 7 45 8
6 7 45 ﬁ\
6.2 8 5
7 8 5.5 ok ©
&
8.5 9 6.5

ﬂg&,ﬁ}lj?éi (J IS) Recomennded Drill Hole Size for JIS

JIS B 0209-1: 2001

ﬁ%ﬂﬁ&( M) Metric screw threads BAf #fn? 88?.3;%?3
RIVEFLE BARALE
BERY RERAE Min. drill hole dia. Max. drill hole dia.
Thread Size drill hole dia. :
EmEEA ENIS2 R AR 6HF
M 3 X 05 2.53 2.46 2.59 2.59
M 4 X 0.7 3.35 3.25 3.42 342
M5 X 08 4.25 414 433 433
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

[EFLIZEMRIEIIS B 0209-1:2001i+HEBHIISE(E.
The pilot hole diameter is a reference value calculated based on JIS B
0209-1:2001.



E&E}Lﬁéﬁ (DIN) Recomennded Drill Hole Size for DIN

M

B :mm Unit:mm

4
drill hole dia. . . . .
M 2 X 04 1.6 1.57 1.67
M 3 X 0.5 2.5 2.46 2.59
M 4 X 0.7 3.3 3.25 3.42
M 5 X 0.8 4.2 414 4.33
M 6 X1 5 492 5.15
M 7 X1 6 5.92 6.15
M 8 X 1.25 6.75 6.65 6.91
M 10 X 1.5 8.5 8.38 8.67
M 12 X 1.75 10.25 10.11 10.44
M14 X 2 12 11.84 12.21
M 16 X 2 14 13.9 14.21

£48 DIN 13 LAR DIN-ISO 965-1
According to DIN 13 and DIN-ISO 965-1.

X INIAFEREET, EFRRISRESA L,
When processing stainless steel materials, it is recommended to set the pilot hole diameter larger.

BAf7:mm Unit:mm

,
M 8 X 1 7 6.92 7.15
M 10 X 1 9 8.92 9.15
M 10 X 1.25 8.75 8.65 8.91
M 12 X 1.25 10.75 10.65 10.91
M 12 X 1.5 10.5 10.38 10.67
M14 X 1.5 125 12.38 12.67
M 16 X 1.5 14.5 144 14.67

248 DIN 13 LA DIN-ISO 965-1
According to DIN 13 and DIN-ISO 965-1.

X INIAERARE, HEERRAFRESA L.

When processing stainless steel materials, it is recommended to set the pilot hole diameter larger.
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shaping your dreams

BRIl (Lig) BREIRBRAE

0SG Corporation
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otk KiEH R XS SR — SR ORRAE20/52007=
EEiE: 022-23037566/27357729 ER%%: 300100

BREH (Ei) BRLIZESSAR
otk SAREHLNESXKEREE N ERESRTOAR1 2132
FEiE: 0757-86777181 HR4m: 528200

HRYR: 214074
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BXEA (L) AINEESSRR
ik AR TS LIRS 138 SR LLERF3S#41 582551002
E3iE: 186-3092-1318; HB4m: 450016

LA (E8) PSS
ik PRPRE PSR R X RPN EERR R S ARE2002E
FEiE: 029-88860594;  f£E: 029-86182003;  HE4H: 710018

EtH (L8) KRESAT
ik TTFERNEFAXCERRAEB2006
FEiE: 0411-87655185; {&EE: 0411-87655186;

A (LEig) FERHAE
ok IARES B X305 hIAT 173 S1#28551202E
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A (L) KEFESSH
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BREH (L) PREBRSSAT
ik D) ISRERmR IR AEEEEEHIISHE BN =T L6 552201
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wollk: ERTAIEREEEEELEK18ShintteEua41E12-1
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