Vs
PRODUCT INFORMATION Vol.e

o~ 7J<5§'|‘_&LtﬂﬁU5E§UEﬁﬁ Compatible Withowater-soluble coolant o
G RTFVLVARRINASIVT YD

Spiral tap for stainless steel @ CC-SUS-SFT
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Small diameter sizes from
‘ ' 2 to M6 added!
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Able to tap stainless steel with water;
soluble coolant!!
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Chips of CC-SUS-SFT i Chips of Conventional Taps

SUS3044]HlBF
SUS304 Tapping
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Advanced CC (Chip Control) with
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New, unprecedented technology
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Variable lead flute design (PAT. P.)
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The flute lead and flute width have been changed at the 'chamfer’' and 'ejection’ sections that shape the chips.
— This has dramatically improved chip evacuation.
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Effects of new technology
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A significant difference in chip separation
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L M4 x0.7
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wgiﬁﬁerial SUs304

YIERE

Tapping Speed 8m/min

A ¢3.3 F%1)—K Variable lead 21— K Constant lead

Hole Size
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Tapping Lensth EHOEE. vy IThStIbLLFhHRNEVEY—Fm, 1)
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The variable lead flute tap exhibited favorable chip separation, and remained usable even after

{5 AR MRS machining 100 holes. The constant lead tap could not properly separate the chips. Moreover,

Machine Vertical Machining Center no changes have been observed in the way it separated the chips, and the evaluation test was

stopped after only 10 holes.
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more size variation.

%fﬁ LEXI, Chip Control. Smooth chip ejection without packing.
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Other new types

OM2 ~MBZMEICSAIFYT
M2 ~ M6 are new to the lineup
ET) FER@IE. KBEERE S RKBERBINS THERATEEXT.
A2) B2RBEDTHNEZE. M OIMIHITEETT,
A3) RBEEARZRDICER. MBEBAEU T THFRZDITE U (P.3~4E8BTEL)

Note 1: The new type can be used with either the water-soluble or non-water-soluble coolant. (See page 3-4.)
Note 2: It can also machine steel, provided that the operation is completely synchronized.
Note 3: To provide our customers with the ideal specifications, the products have been separated between those above and below M6.
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The well-established TiN coating has been newly applied to high-vanadium HSS (used in EX-SFT and V-SFT), a material with a
proven track record.
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It has the same short-thread shape as the MS-DH-SFT (for machining deep holes in steel), offering improved chip separation
performance.
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Steel Stainless Steel Steel Stainless Steel

~M6 M6~
¥ FRIF AR ERDHDELEETEDTULIE T, * Only representative products appear in the table above.
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Effects of new technology
B SUS304 TREAIMNIEZEMZRIR !

Attained overwhelming stability in SUS 304 !
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L M4x0.7 coSUS ST 2007 tioes D e
I EOO/"‘((Hmes) Y Continue
Work Material Sus304 ﬂﬂ*i:l ™ 105 os)
A .
LIHELRE ; e TR Holes
Tapping Speed 6m/min Competitor A | 49T(Holes) ! i
—Fﬂ N 7 7W(Holes wa
Hole Size #3.3 fitttm@ B [ e 200 MIHENDER
Competitor B [ 107%(Holes) 2

RUITRE 8mm (2D) Photo of machining after 200 holes
Tapping Length

=] C 17 (Holes)
BIEIHE AAELTERF (10E55HIR) ﬂi_j,*il_:ln
Coolant Water Soluble (10%) COmPENtor C 17 4 97 oies) . . .
BRI IR eV s 0 190 200 SOOT\
Machine Vertical Machining Center EHI7ER Tapping Holes (Holes)

CC-SUS-SFTI3. 200 "Mt FIAE, fhtt@ AB,.CIE LI TH Y v VICh S B EHE. IMITRBETH 7=,

The CC-SUS-SFT is capable of machining 200 holes continuously. The products from competitors A, B, and C broke as a result of the chips getting jammed around the shanks,
creating machining difficulties.
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Tool Material HSSE o
ORELE TINO=F1>% .
Surface Treatment TiN Coating
RUDER: M B{I:mm_Unit:mm
»—JLNo. Y BE BHB0R 28 |WUBOR: | ETORE | yyyo@| ¥ v DRy v SORE may | nung | 7EE | I
EDP NO. Thread Size TAP Limit 2c L 2 en Ds 2k K Flutes | HelixAngle | Stock (Yen)
8320608 25P | 40 4 16 3 5 25 2 47° B 3,350
8320611 | M25 X 045 25P | 44 45 16 3 5 2.5 2 47° B 2,940
8320614 | M2.6 X 045 25P | 44 45 16 3 5 2.5 2 47° B 2,780
8320617 | M3 X 0.5 25P | 46 5 19 4 6 32 2 47° B 2,420
8320620 | M4 X 0.7 2.5P 52 7 21 5 7 4 2 47° B 2,380
8320623 | M5 X 0.8 2.5P 60 8 24 55 7 4.5 2 47° B 2,400
8320626 | M6 X 1 2.5P 62 | 10 29 6 7 4.5 2 45° B 2,480
8320627 | M6 X 1 2.5P 62 | 10 29 6 7 4.5 2 45° D 2,570
B=1E#7EEM B=Standard stock item. D=TEEt> 4 —1Z#FEEM D=Inventory center stock item.
1. BBEHIN 2RO CHLERO 2y THREREE T, 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2. Ay TIEEIIDRURELRIETIENDTIEHIE LA, 2. TAP Limit does not guarantee thread limit for the internal thread after tapping.
Xi&;%ﬂ;ﬁﬁﬁﬂm?ﬁﬁ LEFE DRUBAINSTIVHRETDHEPHIETOT 3 Stable feed control machines are recommended to avoid over size tapping.
3 U,
s & . A0
Il w ﬁ“%ﬁ:gﬁﬁ Recommended Tapping Conditions
WA ENilsE . =)y O 1.EREIRE L. ;%@ﬂulﬁ%&ﬁﬁ%bf:i—(iﬁﬁjté“o
WA SIHIGERES (m/min) EEO B0 Rt i =S AP
- B UHIEFIDREICKY ., TR HRESREETEEVGEENHIET,
ATFIVAM(A=AFF4A b TTSAMF) I s
Stamless Steels (Austenitic - Forritic) & ~ 1@/ O 42F—IVOMIE, > 7OR EERATED,
SUS304-SUs420
1.The tapping speed should be adjusted according to the actual
ﬁﬁmAllgyCS'\{IeggHRC 15 ~30m/min © machining conditions.
=RE8 S45C N 2.The indicated speeds and feeds are for tapping with water soluble oil.
I-'?gh Chrsen S erls 25 ~35m/min O 3.Depend on the condition of coolant, it may not show a good result.
—fRiESEmAM SS400 30 ~ 40m/min O 4.Use synchronized feeding for machining steel.
Mild Steels
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Tool Material HSSE Helix Angle ‘ ©
ORELE CINI—F+4>7J \ [
Surface Treatment CrN Coating ¢ o
‘n
L
RUDIEEE: M B :mm  Unit:mm
v—)UNo. U BE MR 2R |NUB0RE | ETORE | VryoR | LR VIR0 may | R | TERE | ATMEEAS
EDP NO. Thread Size TAP Limit ] L 2 2n Ds 2k K Flutes Type Stock (Yen)
8320624 M B6X 2.5P 62 10 29 6 7 4.5 3 1 B 2,480
8320625 M B6X 2.5P 62 10 29 6 7 4.5 3 1 D 2,570
8320628 M 8X% 2.5P 70 13 37 6.2 8 5 3 2 B 3,240
8320629 M 8X% 2.5P 70 = 7 6.2 8 5) S 2 D 3,290
8320632 M10Xx 2.5P 75 15 41 7 8 55 3 2 B 3910
8320633 M 10x 2.5P 75 15 41 7 8 5.5 3 2 D 3,980
8320638 M12x 2.5P 82 18 48 8.5 9 6.5 3 2 B 5,090
8320639 M12X% 2.5P 82 18 48 8.5 9 6.5 3 2 D 5,190
8320655 M 16X 2.5P 95 20 52 125 13 10 3 2 B 8,890
8320656 M 16X 2.5P g5 20 52 125 13 10 S 2 D 9,060
8320667 M20Xx 25P | 105 25 58 15 15 12 4 2 B 14,600
8320668 M20x 2.5P | 105 25 58 15 15 12 4 2 D 14,800
8320679 M24x 25P | 120 30 66 19 18 15 4 2 B 23,500
8320680 M24x 3 OH5 | 25P | 120 30 66 19 18 15 4 2 D 23,900
HEEESBRIREREZELRYET, B= 1R 4 EmM B=Standard stock item.
*Marked insert will be discontinued when it is out of stock. D=7EEt > 2— R4 ESFH D=Inventory center stock item.
1. FEFEH N (3 28k h CHHLBE D7y THERETT, 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2. By TIEEIIDRURELARIETIEDTIEHUE LA, 2. TAP Limit does not guarantee thread limit for the internal thread after tapping.
Xiﬁ‘;ﬂﬂ;ﬁﬁtiﬁm'ﬁﬁﬂ LETE, HRUIA S TDRET DD HIETOT % Stable feed control machines are recommended to avoid over size tapping.
THEETSL,
s -~
| || MBI #HEER Recommended Tapping Conditions
AR EE tIELERE (m/min)  RiBEO EAO
Work Material Tapping Speed Ideal © Good C
AT YVAMA-ATFA TS A R)
Stainless Steels (Austenitic - Ferritic) 6 ~10m/min ©
SUS304-SuUSs420
sl S45C - ;
Medium Carbon Steels 15 ~25m/min O
1EIEIRE (G EEOMTIREBEHEL A LTRE TS, 1.The tapping speed should be adjusted according to the actual machining conditions.

2.CDYE S HREERE. KAMYEEHEERTRIHEENDHNDTT,  2.The indicated speeds and feeds are for tapping with water soluble oil.
B.UIHIERIDIREICKY, TR MRS REBETEZLRVSEEIHIET, 3.Depend on the condition of coolant, it may not show a good result.
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Stable performance even when using non-water-soluble coolant.

EHTE

Tool M3X0.5

WHEIE

Work Material SuUS304

HIEIEE ;

Tapping Speed 8m/min

TR

Hole Size #2.5

RQLITRE

Tapping Len;—th 6mm (2D)

HIREHA] AR ELDHI R
Coolant Non-Water Soluble
et AMRY VI
Machine Vertical Machining Center

M SUS6306ZEMIAAIEE,

It machined with stability even in SUS 630.

CC-SUS-SFT

EX-SUS-SFT
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Competitor
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Continue
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2007 (Holes) T, Continue
b FhSHFARELHILE

Stopped due to a considerable amount of jammed chips.

IO FNSHAELHIE

Stopped due to a considerable amount of jammed chips.
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Tapping Holes
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Photo of machining after 200 holes
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Even when using non-water-soluble coolant, it attained the same stable chip evacuation as with water-soluble
coolant. It remained stable and usable even after machining 200 holes. A competitor's coated tool got jammed
with chips, rendering it unusable after machining 100 holes.
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Tool M5x0.8

WHIE

Work Material SUSE30 %44
HIELRE ;

Tapping Speed Bm/min

TR

Hole Size ®4.2

RLITRS

Tapping Len;:th 10mm (2D)

SIEHE] AGE LA (105 &R)
Coolant Water Soluble (10%)
e N2 4TtV Lo b
Machine Vertical Machining Center
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EX-SUS-SFT

Tapping Holes
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907 (Holes) T, Continue
_: 87T (Holes) iE
| BJUHoes)  Breakage
0 25 50 75 100
LRI 7
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JORMIENEE

Photo of machining after 90 holes

CC-SUS-SFT

BSERH OMHHEREORGTEREM!

Alloy steel / Achieved a long tool life under the conditions recommended by a competitor!

EX-SUS-SFT

EX-SUS-SFT T HE R Y B E
EH3~5m/min&. FERICHY
TINTOHLOFEEER R T
YLZA%E6M/mMnCIITE -
EHl, & §HICEX-SUS-SFT
(SEN T L /-4, CC-SUS-
SFTIZRELTIIA8E,

A test of EX-SUS-SFT on tough work
hardening Stainless Steel with 6m/min,
faster than recommended speed of
3 - 5m/min. EX-SUS-SFT broke after
few hols, CC-SUS-SFT showed stable
tapping.

EHRTIE

Tool M3x0.5

RHIE

Work Material SCM440(30HRC)

YRR 17m/min iises. tite Ao#EE)
Tepping Spesd | e TSt necrato conite o
TR

Hole Size #25

RLITRS

Tapping Len;th 6mm (2D)

SREHA] AGEMEED A (105 &R)
Coolant Water Soluble (10%)

et MY oOORVZVIEYE
Machine Vertical Synchronized Machinign Center

2007 (Holes) /] RIETTHE
CC-SUS-SFT — HhiGETIHE
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it A [ b =]
Competitor A 1597 (Holes) Breakage
fiit B 17%(Holes) sriE
Gompetitor B 87T (Holes) Breakage
0 100 200 300
e -
Tapping Holes (Holes)

200N MI#HENEE
Photo of machining after 200 holes

EEEIH D 17m/min (fb3t #E2EE) (CHULVT, CC-SUS-SFTIZE £ THEBAME
T2, TRFHXY PETHREZMTH B0 KBHEEIME 2 BV AMMINTICE
CC-SUS-SFTI3xdiE LTV 5,

The CC-SUS-SFT exhibited superior performance in alloy steel, even at a high-speed range of 177m/mm (as
recommended by a competitor). Although the prerequisite of completely synchronized feeding must be met, the
CC-SUS-SFT is able to machine steel with water-soluble coolant.
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Comparison of New and Old Specifications
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Tool MB X1

WHEIE

Work Material sSusaie

CIHLERE ;

Tapping Speed 8m/min

TR

Hole Size ®5

RUITRS

Tapping Len‘g-th 12mm (2D)

SIEIHA] KB LD EHE (105 F&R)
Coolant Water Soluble (10%)

fEFAtEA Uy oaRIZIIEVY
Machine Vertical synchronized machinign center

AR RREBRRBIVEBNAETDICT
BhEZRL. MAEICHEN, JURELE
I A RE,

The new specification product surpasses the chip separation
ability of the old product. Durability is also improved, making
stable machining possible.

ﬁ'iﬁn-i 7687 (Holes) ;E?E
New specification Breakage
product 6317 (Holes)
——
ﬁ*'iﬁi-ﬂ 2167 (Holes)
Old specification g
product 5897 (Holes) Breakage
1 1 1 1 1
0 200 400 600 800 1,000
BIHE7EL Tapping Holes 7
(Holes)

RERMEAFRRTHION UL

Chip from old specification product

THINYILY

Chip from new specification product
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B CC-SUS-SFT(3fthttmlCxi L T2 5 DA ! UhEKAEEIEIRAITAT Y VAT HEHE!

CC-SUS-SFT has a tool life 2.5 times greater than competitor's taps. It can also tap stainless steels with water soluble coolant!

ERIE

Tool M8X 1.25

WHEIE

Work Material SUS304

CIHLERE ;

Tapping Speed 8m/min

TR

Hole Size »6.8

RUITRE

Tapping Length 16mm (2D)

SIHHE] KB LD EIHRA (105 &R)
Coolant Water Soluble (10%)
fEFAtE MRV IRV
Machine Vertical Machining Center

B SUS420J2THRELCINTIEEE,

Stable machining in SUS420J2 .
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Tool M8X 1.25

WHEIE

Work Material 5US420J2

CIHLERE ;

Tapping Speed 8m/min

VAN

Hole Size ?6.8

RUITRE

Tapping Lenthh 16mm (2D)

SIHHE] KB LD EIHRA (105 &)
Coolant Water Soluble (10%)
et MRV IV
Machine Vertical Machining Center

I
CO-SUS-SFT [ 00K coes T i
2 oo =
oo B | 6007 (ke DRI
1,0IOO 2,0IOO (Holes)
DIV
Tapping/\Ho\es
CC-SUS-SFT "
'I E E 5007% (Holes) ﬁ%ﬁﬂiﬁ
No.1
CC-SUS-SFT I
2EH 500 7N (Holes) E%ﬁﬂﬂf
NOE 1 1 1 1
300 400 500 600 (Holes)
EDEITER

Tapping Holes




CC-SUS-SFT T TAEEFVIL (RFVLUANIHA)

Recommendations for drills for CC-SUS-SFT (Stainless Steels)

o>a o=y &

NEXUS-GDS (¢1.6~12) WDO-3D (¢2.8~20) EX-SUS-GDS (¢1.6~21)

P . T - B eaaliedy OO DLy F
NEXUS-GDR (¢p2~12) WDO-5D (¢2.76~20) EX-SUS-GDR (¢p2~21)

EE I\ R, HREL -ADEMDRHIATEDT T, EER I TLTEERD-—XICBMALET,

We have a wide variety of drills with carbide, HSS, with or without coolant through to best meet your needs.

i // A\ mesEOLERETBE

—21 z_ I z OTEEEATARE HBTIBMRIHENT. L OREE-BEIRFIRELLS. BHIEAEPILLT
THN—REAS - REHEEEALTTA, Taun,
ONARRF CEOOANTTEL, O EICHFEMABVTTE,
¥ Ol’JJU(fl:ti%jﬁébBﬁL:’@'FéL\o OINTHICTEDTERBET>TTEN,
T442- 8543 FHEE)IHAH 7 F3-22 B(0533)82-1111  FAX(0533)82-1131  \ OTAOUAANBUAASMEAERLEL TV, %
FEdr ]
T1430025 RFMAERABAIL54 B(03)57094501 FAX(03)5709-4515 Safe use of cutting tools
q:gl;*él"%g-ﬁ .Uhse sifety cover, safety glasses and safety @Stop cutting operation émmediately if you hear
i tion. 20 i X
T4650058 LHEEHLEREMIO  @(052)703-6131 FAX(052)703-7775 @D ot touch cutling edges with bare hands. @D not modify 100
@Do not touch cutting chips with bare hands. Chips @Please use correct tools for the operation.Check
PSR e EER will be hot after cutting. dimensions to ensure proper selection.
\.Stop cutting when the tool becomes dull. /
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