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Quality cutting tool solutions for all of your die/mold machining needs!

. 7‘{ j y@E%ﬁl:jL\t Guide for Icons

n *ZE Tool Materials ﬁﬁmiﬂ Surface Treatment IE@U)??%?E Tolerance for Drill Diameter
orape  EEAR m— X 2—/—3— b < ruLBROREERERTLET.
Tungsten Carbide WXS WX Super Coating h8 Tolerance for drill diameter.
XPM EREIRIAA R e Vi B PV T T R R T
High Grade Powder Metallurgy HSS (XPM) v V (Composite Multi-layered) Coating
n 91’*‘/7 Shank 19[;1’1% Helix Angle
0 v2UvsT0yh (EEED) YRATLICHBRDLET. BRSNS Ly, 5y TOBORUNEERRLET.

FIT Suitable for the shrink holder system. 12~20° Display helix angle of flute for drills and taps.
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Along with our conventional products, these tools provide total support for your die machining needs!
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Carbide Drill 3-Flute Carbide Drill with Oil Hole Highly Efficient Multi-Purpose Tap Thread Mill




Eﬁﬁfgﬂﬁﬁﬁﬂﬁi F U “J (~ 5 5 H RC) Carbide Drill for High Hardness Steel (up to 55HRC)

WH55-5D

RFE>>Z2D LCF LS
R thinning

CARBIDE v ‘J: ;}2‘0 ? OAL

BT :mm  Unit:mm
PEJIN\CRREEN BR | 2R | VIR VrUok| Soim |TEEE | 2SS —JLNo. BR | &R | VB yrUIR| Foin |15 | ZEEmE

EDP No. DC LCF OAL | DCON LS PL Stock (Yen) EDP No. LCF OAL | DCON LS PL Stock (Yen)

3312200 | 2 18 68 443 | 04 @® 3,640 3312700 | 7 56 | 102 42113 @ 13,300
3312250 | 2.5| 23 73 4 1452 05 @® 38,640 3312750 | 7.5| 60 8 56 1.4 @ 14,100
3312280 | 2.8 | 27 418 0.5 @® 38,640 3312780 | 7.8 64 118 52 1.4 @ 14,800
3312300 | 3 29 414 | 0.5 @® 38,640 3312800 | 8 52 1.5 @®| 14,800
3312330 | 3.3 32 39 0.6 @® 9300 3312850 | 8.5 | 68 58 1.5 @® 15,600
3312350 | 3.5 78 39.3| 0.6 ® 9,300 3312870 | 8.7 | 70 128 56 1.6 @ 16,300
3312380 3.8 36 359 | 0.7 @® 9,800 3312880 | 8.8 72 54 1.6 @® 16,300
3312400 | 4 36.3| 0.7 @® 9,800 3312900 | 9 10 | 54 1.6 @®| 16,300
3312420 | 4.2 | 38 446 | 0.8 B @®| 10,500 3312950 | 9.5| 76 58 1.7 B @® 17,100
3312450 | 4.5 | 41 88 6 | 42.2| 0.8 @®| 10,500 3312980 | 9.8 80 136 54 1.8 @®| 17,800
3312480 | 4.8 45 38.8| 0.9 @® 11,300 3313000 | 10 54 1.8 @® 17,800
3312500 | 5 39.1| 0.9 @® 11,300 3313030 | 10.3 84 60 1.9 @®| 18,500
3312510 51| 42 463 | 0.9 @® 11,900 3313050 | 10.5 146 60 1.9 @®| 18,500
3312550 | 5.5| 44 9 451 | 1 @® 11,900 3313080 | 10.8 88 56 2 @ 19,300
3312580 5.8 48 416 1.1 @® 12,600 3313100 | 11 12 | 56 2 @ 19,300
3312600 | 6 42 1.1 @® 12,600 3313150 | 11.5 | 92 62 2.1 @ 19,800
3312650 | 6.5 | 52 102 8 452 | 1.2 ® 12,600 3313180 | 11.8 % 156 58 2.1 @®| 20,800
3312680 | 6.8 | 56 418 1.2 @®| 13,300 3313200 | 12 58 2.2 @®| 20,800

@ A IVDEFHHAFpIZTE L,

LHERFTHLSDETEN

Please contact our sales staff for more information.

® See p.1 for explanation of icons.

@ =1Z#ER @=Standard stock item

HiE-RE-BEEVORFREERDIT

Custom order with specific requests on diameter, length and accuracy is accepted.

Wﬁu %‘*Eﬁi Cutting Conditions

TSR - SAEEE - U\ — R >
| SKD61 (FHE) DAC55. DH31S. SKD61. SKD11, STAVAX7F &
Special Alloy Stee\ssk[l)ﬁf;r(gjgggsgiﬁgag’rehardened Steels 45~50H Rc 50~55H Rc
40~45HRC
30~50m/min 20~30m/min 20~30m/min
EREE EDE EREE EDE ERRERE EDE
Drill Dia. Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min1) (mm/rev) (min-) (mm/rev) (min-) (mm/rev)
2 6,400 0.02 ~ 0.04 4,000 0.02 ~ 0.04 4,000 0.02 ~ 0.04
3 4,200 0.03 ~ 0.06 2,700 0.03 ~ 0.06 2,700 0.03 ~ 0.06
4 3,200 0.04 ~ 0.08 2,000 0.04 ~ 0.08 2,000 0.04 ~ 0.08
5 2,500 0.05 ~ 0.1 1,600 0.05 ~ 0.1 1,600 0.05 ~ 0.1
6 2,100 0.06 ~ 0.12 1,300 0.06 ~ 0.12 1,300 0.06 ~0.12
7 1,800 0.07 ~ 0.14 1,100 0.07 ~ 0.14 1,100 0.07 ~0.14
8 1,600 0.08 ~ 0.16 1,000 0.08 ~ 0.16 1,000 0.08 ~ 0.16
9 1,400 0.09 ~ 0.18 900 0.09 ~ 0.18 900 0.09 ~0.18
10 1,300 01 ~0.2 800 0.1 ~0.2 800 0.1 ~0.2
11 1,150 0.11 ~ 0.22 720 0.11 ~ 0.22 720 0.11 ~0.22
12 1,100 0.12 ~ 0.24 700 0.12 ~ 0.24 700 0.12 ~ 0.24

1. COYIEISRHEERE. KEEVHHRZERT2HE5DHDTT,
2. KEMEIHBHAE. BRER20EUTOREDHDZTEATEL,

3. FKAMELIELHE (& 20572 8 X DA LI EMA DB .
YIHIREZ30% FFTTEL,

4. RUJLRBICBRUCE. BOBNOENIL Y ML,
RUILOIRNIZ0.02mm AT ITHIZ T TELY,

5. WHEIM DREFEL DD LTV EF. fchdr
REIDEEC STEVREEICLTTE L.

1. The indicated speeds and feeds are for water-soluble oil.
2. Suitable cutting fluid is water-soluble high density oil (less than 20 times dilution).

3. When using non-water-soluble oil or water-soluble oil (over 20 times dilution),

reduce cutting speed by 30%.
4. When inserting a drill into the machine, use a collet that does not have any scratches or
dust located within internal bore. Also, reduce deflection of drill to less than 0.02mm.
5. Fasten the work material to reduce the possibility of work deformation, deflection of
machined surface, or vibration.



. DAC55 EEE”"I\ bb‘%%ﬁgg ! Stable machining on DAC55 even high performance.

EHTE WH55-5D ¢ 5.1 fleskam ¢ 5.1 7JI]I7"‘\§SI Number of Holes
Tool Conventional
100 200 300 400 500
Gl \ I I \ I
Work Material DAC55(48HRC)
YIHELRE 30m/min 18m/min T
Cutting Speed in” in? - RITD
utting Spee (1,872m|n.) (1,123m|n. ) WH55-5D Still Running
EDERE 131Tmm/min 74mm/min
Feed Rate (0.07mm/rev) (0.06mm/rev)
RS 15mm (2.9D1ED)
Depth of Hole Blind
]HIEE AEMYIEHE IR T — (AERAESH) fER kS
Coolant Water-Soluble Chlorine-Free (External) Conventional Breakage
B Rk IRV =V It % (BT30)
Machine Vertical Machining Center

WH55-5DIFRELCIN I CTETHE D, 4007 U LU THIEBIFRES N ofc,
TERRIFBENBUL L 2007WUAT THIE,

WHS55-5D showed a stable drilling, no damage after 400 holes. Conventional tool showed a big
damage and less than 200 holes tool life.

B STAVAXHRENITRS!

A stable and a long tool life against STAVAX.

E&HI’E‘ WH55-5D  ¢5.1 7JI]I7"‘\§51 Number of Holes
100 200 300 400
) \ \ \ \
Work Material STAVAX (52HRC)
VIHlRE 17.5m/min (1,092min")
utting Speed .
EDIERE WHSS-SD EER SIS ,:Sﬂtt'ﬁiﬁjnn'n
f ill Runni
e 76mm/min (0.07mm/rev) 9
ATy T8
Step Feed 3mm (0.6D)
TURE 15mm (2.9D1ED)
Depth of Hole Blind e g
z oy
Ml KBNS S55% T — (SHEBEH) Jemwmm LTS Chipping
Coolant Water-Soluble Chlorine-Free (External)
et MRV =I5 (BT30)
Machine Vertical Machining Center

WH55-5D[ERIEHE L 3007V ED#EINTHAEE. BFEDENVETHEER TS,

WH55-5D shows no damage and capable continued operation after 300 holes. Please see
above for the difference of wear.

. ”ngﬁU DH31 S EEE”"I Stable operation on difficult to machine DH31S.

-
T= M 100X Tig WA EEE
Effj WH55-5D  ¢8.5 After Drilling 100 Holes Durability Performance
Work Material DH31s (53HRC) bs 1
FEIERE . - tzz% L e
Cutting Speed 30m/min (1,123min™") é
EDRE . OB T
e 191mm/min (0.17mm/rev) §
S 002 S
TURE 25mm (2.9Di@b) . oy
Depth of Hole Through S L -.“' -'-'Z
- . N N 00T R
SIEHE KBEVIRIHE BRTU— (S1EBEH) i £
Coolant Water-Soluble Chlorine-Free (External) e 1
— " o 0.00 ; ; ; ; ; ,
et MRV =ZU 5tV % (BT40) j 0 2 40 60 80 100 120
Machine Vertical Machining Center N7 Number of Holes

IIIZAHEELULIDH31SZ 1007 U CTHUNERE, RIBBIFLIREDRTE .

After 100 holes, minor wear against tough DH31S. No chipping and excellent stableness.

&



%ﬁgﬁﬁmﬂﬁfﬂiﬂﬁi F U “J (~ 5 5 H RC) Carbide Drill with Oil Hole for High Hardness Steel (up to 55HRC)

WHO55-5D

ﬁj% - — ~_) P »»»»»» g
R V= LCF | Ls
R thinning
N
CARBIDE m ‘hl; ;}2‘0 ? 0oAL
BT :mm  Unit:mm
PEJIN\CRREEN BR | 2R | Vo8| VrUok| Soim |15 | IS PAJIN\CRREEN BR | 2R | ViR |\ VryIk| Soim | TEEE | (G
EDP No. DC LCF OAL | DCON LS PL Stock (Yen) EDP No. DC LCF OAL | DCON LS PL Stock (Yen)
3316330 | 3.3 39 0.6 @® 15,900 3316570 | 5.7 46 434 1 @ 18,700
3316340 | 34 32 39.1| 0.6 @®| 15,900 3316580 | 5.8 92 6 42 1.1 @ 18,700
3316349 | 3.49 39.3| 0.6 @®| 15,900 3316590 | 5.9 48 42 1.1 @ 18,700
3316350 | 3.5 393 0.6 @ 15,900 3316600 | 6 42 1.1 @®| 18,700
3316360 | 3.6 34 78 375 0.7 @® 16,000 3316650 | 6.5 52 452 1.2 @®| 18,700
3316370 | 3.7 37.7| 0.7 @® 16,000 3316680 | 6.8 56 102 41.8| 1.2 @ 19,800
3316380 | 3.8 359 0.7 @ 16,000 3316700 | 7 8 4211 1.3 @ 19,800
3316390 | 3.9 36 36.1| 0.7 @®| 16,000 3316750 | 7.5 60 56 1.4 @ 20,800
3316400 | 4 36.3| 0.7 @ 16,000 3316780 | 7.8 64 118 52 1.4 @®| 21,900
3316410 | 4.1 445 0.7 @® 16,300 3316800 | 8 52 1.5 @®| 21,900
3316415 | 4.15| 38 44.5| 0.8 @® 16,300 3316850 | 8.5 68 58 1.5 @ 23,100
3316420 | 4.2 446 | 0.8 @®| 16,300 3316858 | 8.58 70 56 1.6 @ 24,600
3316430 | 4.3 41.8| 0.8 @ 16,300 3316870 | 8.7 128 56 1.6 @ 24,600
3316440 | 44 | 41 6 | 42 0.8 |B|@] 16,300 3316880 | 8.8 72 54 1.6 |B|@] 24,600
3316450 | 4.5 88 422 0.8 @® 16,300 3316900 | 9 10 | 54 1.6 @ 24,600
3316460 | 4.6 43 404 | 0.8 @® 16,700 3316950 | 9.5 76 58 1.7 @ 25,400
3316470 | 4.7 406 | 0.9 @®| 16,700 3316980 | 9.8 136 54 1.8 @ 25,700
3316480 | 4.8 38.8| 0.9 @ 16,700 3316997 | 9.97| 80 54 1.8 @®| 25,700
3316490 | 4.9 45 389 0.9 @® 16,700 3317000 |10 54 1.8 @®| 25,700
3316500 | 5 39.1] 09 @® 16,700 3317030 |10.3 84 60 1.9 @ 27,300
3316510 | 5.1 42 463 | 0.9 @®| 17,700 3317050 | 10.5 146 60 1.9 @ 27,300
3316520 | 5.2 46.5| 0.9 @®| 17,700 3317080 | 10.8 388 56 2 @ 28,400
3316530 | 5.3 447 | 1 @® 17,700 3317100 |11 12 56 2 @ 28,400
3316540 | 54 | 44 92 449 1 @® 17,700 3317150 |11.5 92 62 2.1 @®| 29,700
3316550 | 5.5 451 | 1 @® 17,700 3317156 |11.56| 94 156 60 2.1 @®| 31,600
3316556 | 5.56 46 432 1 @ 18,700 3317180 |11.8 % 58 2.1 @ 31,000
3316560 | 5.6 433 1 @ 18,700 3317200 |12 58 2.2 @ 31,000
® 7AIVDFHBAIFp1EZTE TS, @ See p.1 for explanation of icons. @ =127 ER @ =Standard stock item
WHEEFITHLESDETEV Rl e
Please contact our sales staff for more information. Custom order with specific requests on diameter, length and accuracy is accepted.
t’]ﬁ“%ﬁgﬁﬁ Cutting Conditions
Y55kaHE - AR - TV \— R =
— SKD61 (GE=E) DAC55., DH31S. SKD61. SKD11. STAVAXZE LRI
R *> " encres) 45~50HRC 50~55HRC 38$Z§e|‘.| RC
I 40~45HRC
30~50m/min 20~30m/min 20~30m/min 10~30m/min
[EERETE EbE [BERETS EDE [EERETS o)1 [EERET EDE
Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
(min-1) (mm/rev) (min-1) (mm/rev) (min-1) (mm/rev) (min-1) (mm/rev)
3.3 3,900 0.03 ~ 0.07 2,400 0.03 ~ 0.07 2,400 0.03 ~ 0.07 1,900 0.03 ~ 0.07
4 3,200 0.04 ~ 0.08 2,000 0.04 ~ 0.08 2,000 0.04 ~ 0.08 1,600 0.04 ~ 0.08
5 2,500 0.05 ~ 0.1 1,600 0.05 ~ 0.1 1,600 0.05 ~ 0.1 1,300 0.05 ~ 0.1
6 2,100 0.06 ~ 0.12 1,300 0.06 ~ 0.12 1,300 0.06 ~ 0.12 1,100 0.06 ~ 0.12
7 1,800 0.07 ~ 0.14 1,100 0.07 ~ 0.14 1,100 0.07 ~ 0.14 900 0.07 ~ 0.14
8 1,600 0.08 ~ 0.16 1,000 0.08 ~ 0.16 1,000 0.08 ~ 0.16 800 0.08 ~ 0.16
9 1,400 0.09 ~ 0.18 900 0.09 ~ 0.18 900 0.09 ~ 0.18 700 0.09 ~ 0.18
10 1,300 0.1 ~0.2 800 0.1 ~0.2 800 0.1 ~0.2 600 0.1 ~0.2
11 1,150 0.11 ~ 0.22 720 0.11 ~ 0.22 720 0.11 ~ 0.22 600 0.11 ~ 0.22
12 1,100 0.12 ~ 0.24 700 0.12 ~ 0.24 700 0.12 ~ 0.24 500 0.12 ~ 0.24
1. COYIHIKHEERGE, KBMYHIBEIZERT 550D HD T, 1. The indicated speeds and feeds are for water-soluble oil.
2. KBHEVIEBRAE . FRER20BEUTOREDOOZEHERATEL, 2. Suitable cutting fluid is water-soluble high density oil (less than 20 times dilution).
3. TKBHEVIEHEIE 123 201528 X DA LT EIREI DR . 3. When using non-water-soluble oil or water-soluble oil (over 20 times dilution), reduce

HIEREE30% FIF TR,

4. RUJVEECEUTE EPENO®NIL Yy MR,
RUJLDIRNIE0.02mm LATISHIZ T TRELY,

5. WEMDIEREELon D EATEL, B, Tohd
REIHEC SHEVREECLT R,

6. HRDEEDIFHENS TILOBERICHEDF T,
EHEBOIILIRBHTEELT TS,

7.4V aARI718ZELHET DMASRICEILTIE. :
TGRS 3D U FDEEDH LR ERNERTNET. &

cutting speed by 30%.
4.When inserting a drill into the machine, use a collet that does not have any scratches or
dust located within internal bore. Also, reduce deflection of drill to less than 0.02mm.
5. Fasten the work material to reduce the possibility of work deformation, deflection of
machined surface, or vibration.
6. A clogged oil hole can lead to a breakage. Make sure that a filter is attached to the oil feeder.
7.For drilling heat resistant alloys as Inconel 718, please used above chart only 3D and less deep holes.




. ﬁﬂmmﬂ'ﬁﬁg Outstanding durability

EmIR WHO55-5D 8.5

ool

HRHIAE

Work Material DH31S (53HRC)
BIHEE . .
Cutting Speed 30m/min (1,123min")
EDEE i

Feod Rate 191mm/min (0.17mm/rev)
RS 24.5mm (2.9D1ED)

Depth of Hole Blind
SR AKBHELIELRE 18R TU— (ABBHEIH)
Coolant Water-Soluble Chlorine-Free (Internal)
et IRV =TtV % (BT40)
Machine Vertical Machining Center

W3007VHIT# After Drilling 300 Holes

WHO55-5D

ﬂ‘ﬂ*iﬁ': Competitor

e, B

lEﬁ?ﬁB Wear Changes

(mm) 0.06

0.05

0.04

0.03

0.02

Cutting Edge Wear S

(mm) 0.02

0.015

0.01

0.005

-0.005

Oversize Margin il >+

-0.01

-0.015

— WHO55-5D 1FH, 24%H
N

0.1 No2
— fthitiE 14KE, 288

Competitor No.1, No.2

50 100 150

200 250 300 350

AIII#L Number of Holes

l/"ﬂﬁ*id)ﬁ?ﬁ Distribution of Hole Enlargement

[T Hole Entry ‘ ':Pg% Center ‘ % Hole Exit

ftttmDIBE. 1AB(F3007 N IEEEBIFSDEDKREL, WHOS5-5DTIFREUILMATH ofc,
INTRBOILAIEMICH Bttt faE R, WHOS5-5DTIFIERZENELHNZ DT ENTES,

The first trial by the competitor tool drilled 300 holes with large variances in cutting wear. The WHO55-5D, on the other hand, exhibited stable durability
throughout the trial. Moreover, the competitor tool exhibited hole enlargement tendency, while the WHO55-5D was able to suppress the amount of oversize
margin to a minimum.

. ﬁﬁ’ﬂgi-ﬂ I:BI?%’EﬁEth Performance comparison of reground products.

ERATE WHO55-5D (4¥5km - BifER) ¢8.5
Tool Special Order Product- Reground
Ll

Work Material DH31S (53HRC)

SIERE . .

Cutting Speed 30m/min (1,123min"")
EDRE ;

Feod Rate 191mm/min (0.17mm/rev)
TURE 24.5mm (2.9D1ED)

Depth of Hole Blind

SIEHE] KBEYIRIHE BRTU— (REREH)
Coolant Water-Soluble Chlorine-Free (Internal)
fEFAREA MRV =T % (BT40)
Machine Vertical Machining Center

[ | ?(L\EQEE Photo of Rake Face

EFQQ Center ‘

{th#t 5 Competitor

5T Hole Entry ‘ @ Hole Exit

[ | EBITEO)EE Photo of Flank Face

BfER CEHDH31SZ807 NI, FHITRIFIEL. TERDAEHK CHEDR, c5IC.BI—FT«VJICkbEFmDE LD RIAD D,

It was able to machine 80 holes. There was no initial breakage and only ordinary wear was exhibited. It is possible to extend its tool life by recoating.

&




Eﬁﬁfgﬂﬁﬁﬁﬂﬁi F U “J (~ 70 H RC) Carbide Drill for High Hardness Steel (up to 70HRC)

WH70-DRL
= g %F %% %f =

XFoY—vg  WREYYZVT R+WEIYZVY
X thinning W thinning R+W thinning
(DC<2.4) (24=DC<4) (4=D0O)

DCON

120

- R AW

CARBIDE WXS Tlls 17 ?

B{I:mm Unit:mm
v—no.| B2 IR IR =~ No- ‘ ez EREIRREE I T

EDP No. DC LCF | OAL | DCON | LS PL |Stock| (Yen) EDP No. DC LCF | OAL | DCON | LS PL  [Stock| (Yen)

3318200 | 2 12 | a2 27.1| 06 @®| 10,200 3318710 | 7.1 47 2 @| 23,800
3318210 | 2.1 273| 06 @ 11,100 3318720 | 7.2 47 2.1 @| 23,800
3318220 | 2.2 13 | 43 275| 06 @® 11,100 3318730 | 7.3 | 45 47 2.1 @| 23,800
3318230 | 2.3 27.7| 0.7 @ 11,100 3318740 | 7.4 47 2.1 @| 23,800
3318240 | 2.4 279| 0.7 @ 11,100 3318750 | 7.5 94 8 47 2.2 @| 21,100
3318250 | 25| 14 | 44 3 1281 07 @ 11,100 3318760 | 7.6 42 2.2 @ 25,100
3318260 | 2.6 283 | 0.8 @ 11,100 3318770 | 7.7 42 2.2 @| 25,100
3318270 | 2.7 284 | 0.8 @ 11,100 3318780 | 7.8 42 23 @®| 25,100
3318280 | 2.8 16 | 46 286 0.8 @ 11,100 3318790 | 7.9 42 2.3 @| 25,100
3318290 | 2.9 28.8| 0.8 @ 11,100 3318800 | 8 50 42 23 @ 22,200
3318300 | 3 29 0.9 @ 11,100 3318810 | 8.1 49 2.3 @| 26,200
3318310 | 3.1 27.3| 09 @®| 11,800 3318820 | 8.2 49 24 @ 26,200
3318320 | 3.2 | 18 | 48 275| 09 @ 11,800 3318830 | 8.3 49 24 @| 26,200
3318330 | 3.3 277 1 @®| 11,800 3318840 | 8.4 49 24 @ 26,200
3318340 | 3.4 279 1 @ 11,800 3318850 | 8.5 101 9 49 2.5 @| 22,900
3318350 | 3.5 20 | 50 4 281 1 @®| 11,800 3318860 | 8.6 42 2.5 @ 27,200
3318360 | 3.6 283 1 @ 12,600 3318870 | 8.7 42 2.5 @| 24,000
3318370 | 3.7 284 1.1 @®| 12,600 3318880 | 8.8 42 2.5 @ 27,200
3318380 | 3.8 286 1.1 @ 12,600 3318890 | 8.9 42 2.6 @| 27,200
3318390 | 3.9 | 22 52 288 | 1.1 @®| 12,600 3318900 | 9 57 42 2.6 @ 24,000
3318400 | 4 29 1.2 @® 12,600 3318910 | 9.1 47 2.6 @| 29,400
3318410 | 4.1 25 393 1.2 @®| 14,200 3318920 | 9.2 47 2.7 @ 29,400
3318420 | 4.2 395] 1.2 @ 14,200 3318930 | 9.3 47 2.7 @| 29,400
3318430 | 4.3 367 1.2 @®| 14,200 3318940 | 9.4 47 2.7 @ 29,400
3318440 | 44 369 1.3 @® 14,200 3318950 | 9.5 106 | 10 47 2.7 B @| 25,700
3318450 | 4.5 | 28 68 5 37.1| 1.3 |B|@] 14,200 3318960 | 9.6 41 2.8 @| 30,200
3318460 | 4.6 373 1.3 @| 16,000 3318970 | 9.7 41 2.8 @| 30,200
3318470 | 4.7 374| 14 @®| 16,000 3318980 | 9.8 41 2.8 @| 30,200
3318480 | 4.8 336 14 @| 16,000 3318990 | 9.9 41 2.9 @| 30,200
3318490 | 4.9 338 14 @ 16,000 3319000 | 10 41 2.9 @ 27,000
3318500 | 5 32 34 1.4 @| 16,000 3319010 | 10.1 | 63 48 2.9 @®| 31,600
3318510 | 5.1 383] 15 @ 16,000 3319020 | 10.2 48 2.9 @®| 31,600
3318520 | 5.2 385| 15 @®| 17,800 3319030 | 10.3 48 3 @| 27,900
3318530 | 5.3 387 15 @ 17,800 3319040 | 10.4 48 3 @®| 31,600
3318540 | 5.4 359 1.6 @ 17,800 3319050 | 10.5 13 | 11 48 3 @ 27,900
3318550 | 5.5 74 6 36.1| 1.6 @ 17,800 3319060 | 10.6 48 3.1 @| 32,400
3318560 | 5.6 363 | 1.6 @| 19,000 3319070 | 10.7 40 3.1 @ 32,400
3318570 | 5.7 | 35 364 1.6 @ 19,000 3319080 | 10.8 40 3.1 @| 32,400
3318580 | 5.8 366 | 1.7 @| 19,000 3319090 | 10.9 40 3.1 @ 32,400
3318590 | 5.9 368 1.7 @ 19,000 3319100 | 11 40 3.2 @| 28,800
3318600 | 6 37 1.7 @| 19,000 3319110 | 11.1 47 3.2 @| 33,800
3318610 | 6.1 41 1.8 @ 21,400 3319120 | 11.2 71 47 3.2 @| 33,800
3318620 | 6.2 41 1.8 @®| 21,400 3319130 | 11.3 47 33 @| 33,800
3318630 | 6.3 41 1.8 @ 21,400 3319140 | 11.4 47 33 @| 33,800
3318640 | 6.4 | 40 41 1.8 @®| 21,400 3319150 | 11.5 120 | 12 47 33 @| 30,000
3318650 | 6.5 83 7 41 1.9 @| 19,000 3319160 | 11.6 47 3.3 @®| 35,300
3318660 | 6.6 41 1.9 @®| 22,500 3319170 | 11.7 47 34 @| 35,300
3318670 | 6.7 41 1.9 @ 22,500 3319180 | 11.8 47 34 @®| 35,300
3318680 | 6.8 36 2 @®| 20,100 3319190 | 11.9 76 42 34 @| 35,300
3318690 | 6.9 | 45 36 2 @ 22,500 3319200 | 12 42 3.5 @ 31,100
3318700 | 7 36 2 @®| 20,100 @ =127 ER @ =Standard stock item

® 7/ AVDHBAIFp I ZTETEL.  @See p.1 for explanation of icons.

WHEEITHEOSDETEV B i A i PEE)

Please contact our sales staff for more information. Custom order with specific requests on diameter, length and accuracy is accepted.
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Wﬁ“%#giﬁﬁ Cutting Conditions

1. KEEH RS RIRERS~0EDRE

i o o . . DBHDZESHERATEL,
w?&ﬁuui SKD11 - SKT-SUS440 SKH - SKD11 - SKS 2 m)bﬁ\ligﬁﬂ*EE;‘EQ B A DK=L
W erial 55~60HRC 60~7OHRC HOEBBEOTEL.
3. TURETHERDIBEBZDIHEE.
YRR ~ ; - ; AFVITEDETOTTEL,
Gt Specd 10~16m/min 8~13m/min 4. )D<FDRUILICABH DL &S TEHH
BE ElE5RE ZEbB ElE5EE EhE MDBEIFRT VT EDZITOTTEL,
Drill Dia. Speed Feed Rate Speed Feed Rate
(mm) (min) (mm/rev) (min-) (mm/rev) 1. Use a water-soluble oil with high density
2,000 ~0.04 1,900 ~0.04 (5-10 times dilution).
— - 2. Tight clamping is critical.
3 1,330 E0g, 7250 GO 3. For drilling depth > 3D, use a step feed.
4 1,000 ~0.04 950 ~0.04 4. For materials susceptible to chip
5 800 ~0.04 750 ~0.04 packing in the flute, apply a step feed.
6 670 ~0.04 630 ~0.04
8 500 ~0.04 480 ~0.04
10 400 ~0.04 380 ~0.04
12 330 ~0.04 320 ~0.04
o |
oc
=
(=]
T T
| GOHRCTGOJ\ 60 hole on 60HRC =
E(TI’% WH70-DRL ¢5.1 INTITEL Number of Holes
70
R |
Work Material SKD11 (60HRC)
e - 607X Hol
gﬁ?ﬁ%eed 10m/min (624min) WH70-DRL /1 Holes
EDIR . . N
Eealﬁf 25mm/min (0.04mm/rev) IE%EE,E!;EL% 207% Holes
TURE 19mm (3.7D3&D)
Depth of Hole Through
SIEHE KBMYIEIRA 15577 U — 10 (518R4a5H) M 607THNIH# After Drilling 60 Holes
Coolant Water-Soluble Chlorine-Free 10% (External) WH70-DRL
{SEFAREA IRYY =St (BT40)
Machine Vertical Machining Center
WH70-DRLIFRERGAIC L MEDMAERE THole,
WH70-DRL showed 3 times better tool life than
conventional tool.
kY =
. 1m*iw#ﬁwgﬁ5 A half of wear amount against the competition.
EETE (mm) 0,16 | ey
Tool WH70-DRL 98 B - U sl e \WH70-DRL
— 0,12 [ s (FE) Nod
) SKD11 (60HRC) = g T s \WH70-DRL
Work Material ‘g 008 |- (2&B) No2 -
YRR ; - 2 e B r—— T Y=Y
Cutting Speed 12.6m/min (501min) f:; 004l S e {cﬁ%g?mor
S g {31 5B
Ee%%f 20mm/min (0.04mm/rev) = 0 )78 Competitor
e 24mm (3DIED) 0 20 40 60 80 100 120 140
f)\epthLofHole Blind BNITVEL Number of Holes
1z =1 KAEIHIRA BT —10f8 (S8R0 H) VIN e illi
gola,nt Wz;?er—SOIuéle Chlorine-Free 10% (E;Iterr:al) u 130,\qué After Drilling 130 Holes
EFH%W ﬁﬂ‘f?‘):yﬁtyQ (BT40) WH70-DRL ﬂﬂ*iuu Competitor
Machine Vertical Machining Center s = | r

BRIt RICLEREDTEE,
WH70-DRLIF220/VE I L RIEE T T,

WH70-DRL showed a half amount of wear against a
competition. Completed 220 holes.




%—ﬁﬁfgﬁlﬁﬁa/ \y Fg v 7° (42 ~52 H RC) Straight Fluted Tap for Hardened Steels (42~52HRC)

V-XPM-HT

=z
Lo 3
a
THLGTH m
LU
LF
XPM v
B{I:mm Unit:mm
—JUNo. 224y BEXR | HE | Bff | 28 RQUER | 8TR |yrYIiR| B |Rilty) | ERTR| 7EE | SEMiE
EDP No. Thread Size Grade | TAP Limit 2c LF THLGTH LU DCON NOF External Center |RonmendedDilfideDa| ~ Stock (Yen)
8330255 5P ® 5,550
M 3 X 0.5 STD | OH3 46 1 19 4 4 Yes 2.5
8330256 2.5P ® 5,550
8330261 5P ® 5,360
M 4 X 0.7 STD | OH3 52 13 21 5 4 Yes 33
8330262 2.5P ® | 5,360
8330267 5P @ 5460
M 5 X 0.8 STD | OH3 60 16 24 5.5 4 Yes 42
8330268 2.5P ® 5460
8330273 5P @® 5610
M 6 X1 STD | OH3 62 19 29 6 4 Yes 5
8330274 2.5P ® 5610
8330285 5P ® 7,230
M 8 X 1.25 STD | OH3 70 22 37 6.2 5 - 6.8
8330286 2.5P ® 7,230
8330291 5P @ | 9070
M 8 X 1 STD | OH3 70 22 37 6.2 5 - 7
8330292 2.5P D @ | 9070
8330297 5P @® 8750
M10 X 1.5 STD | OH3 75 24 41 7 5 - 8.5
8330298 2.5P @® 38750
8330303 5P ® 8750
M10 X 1.25 STD | OH3 75 24 41 7 5 - 8.8
8330304 2.5P @® 38750
8330309 5P @ 11,000
M10 X 1 STD | OH3 75 24 41 7 5 - 9
8330310 2.5P @ 11,000
8330315 5P @ | 11,600
M12 X 1.75 STD | OH3 82 29 48 8.5 5 = 10.3
8330316 2.5P @ | 11,600
8330321 5P @ 11,600
M12 X 1.5 STD | OH3 82 29 48 8.5 5 - 10.5
8330322 2.5P @ 11,600
8330327 5P @ | 11,600
M12 X 1.25 STD | OH4 82 29 48 8.5 5 - 10.8
8330328 2.5P @ 11,600
@ = =47 ER @ =Standard stock item
® A IVDFHBIEp1ZSE T, ® See p.1 for explanation of icons.
1LHEEM 32RO UEZERDOY v ITHEREETI, 1. The recommended TAP Limit corresponds to JIS class 2 internal thread standard.
2. 9 VTRERDRUBEZRIETDDDTIRESHODEE A, 2. TAP Limit does not guarantee thread limit for the internal thread after tapping.
3. RHULEVIRS - v JUAERTIE 2 k. DRVSIE 3.Refer to OSG's "Drilling and Threading Tools" general catalog for lengths of the
HWEHFOJ[TUILT - RUINTIE] Z8EB T, external center, 2k and DRVS of the square shank.
Wﬁ“%#‘:giﬁﬁ Cutting Conditions
=B
*ﬁﬁuﬁ H\gh'?ardei‘d Steels
Work Material
42~52HRC
s .
Cﬂﬁé’%’i 1~3m/min
BIHIHE] KB METIE R
Coolant Non-Water-Soluble
B FARE IYZUGtEUS
Machine Machining Center




Eﬁifgﬁﬁﬁa%m 7_-_, \09 v 70 (45 ~50H RC) Taper Pipe Thread Tap for Hardened Steels (45~50HRC)

V-XPM-TPT

}
=
(9]
DCON

I
2 2k
9 A%
THLGTH &
LF
|
XPM v
HUQ*E;E IPT (RC) B :mm  Unit:mm
Y—JUNo. 224y RE B =R RPUR | BEEUE YvVIB| BY EE | REmS
EDP No. Thread Size TAP Limit Lc LF THLGTH £g DCON NOF Stock (Yen)
8313801 PT % - 28 JIS2 3P 59 19 13 8 5 ([ 9,680
8313802 PT Ya - 19 JIS2 3P 67 28 21 11 5 ® | 12,400
8313803 PT 38 - 19 JIS2 3P 75 28 21 14 5 D @ | 19,400
8313804 PT %2 - 14 JIS2 3P 87 35 25 18 5 @ | 29,200
8313806 PT 3% - 14 JIS2 3P 96 35 25 23 5 @ | 44,800
8313808 PT1 - 11 JIS2 3P 109 45 32 26 5 @ | 80,200
@ =1Z#7ER @=Standard stock item
® VA IVDHAAIFpIZTE T, ® See p.1 for explanation of icons.
1. 7V TREERORUBEZRIET DEDTIFHOF . 1. TAP Limit does not guarantee thread limit for the internal thread after tapping.
2. RHULEVAIRS - v JUAERT A 2 k. DRVSIE 2.Refer to OSG's "Drilling and Threading Tools" general catalog for lengths of the
BEHYOJ[TUIL - QUINTTE|ZSRTEL, external center, 2k and DRVS of the square shank.
ﬂ]‘ﬁu%ﬁgiﬁf Cutting Conditions -
SEEE 19824, ISOBAICKDIISOERARUHBHETN. QUOHFURESHEESNE LI :I-:
I High ardierod Steels . RUIBEOEBFEVS. &y TRHFARSELET 2T EHTRETT. =
Work Material The JIS pipe thread standard was revised in 1982 to meet ISO standards. Although thread symbols changed, >
45~50HRC the limits were not changed. Therefore, it is still acceptable to use taps with both new and old symbols. >'
m - = JIS B 0202-1982
3 . EE |HEES #ses _
Cﬁﬁgﬁgd 1~3m/m|n Ty;e Old Sym,:)\ New Syn-?bo\ (JIS 80203 1982)
tﬂﬁuimﬁu $7Kf§'r$t}]ﬁuimﬁlj Taper pipe threads for pressure-tight joints
Coolant Non-Water-Soluble MZAE{THRL
Parallel pipe threads for pr -tight joint PS Rp
fEFR RY=IIEYY S ERNEARTEHOG
Machine Machining Center Parallel pipe t,hlr:;is for mechanical joints PF G

HERDI\A ATIIMIDEELUD OTc45HRCZ B A DS EEMICHIREEDUIHI1ERE

It exhibited outstanding cutting performance on hardened materials exceeding 45HRC, which could not be worked easily with conventional high speed steel taps.

E(TIE V-XPM-TPT PT1/4-19 ANIIEL Number of Holes
20 40 60 80 100

R \ \ | | I
Work Material SKD61(45HRC)
TR 10.9mm
Drill Hole Si - N HRETATEE

e . V-XPM-TPT T007RELE Holes still Running
RUITRSE 21mm (BERZEFT)
Tapping Length Till Position of Gauge Diameter
SIERE : .
Cutting Speed 2.9m/min (70min’") CPM-TPT -

— BRI\ 2 217X Holes e
HIREIHA] ToKBELEIHA] 7 =
Coolant Non-Water-Soluble Powder Metallurgy Breakage

- HSs 267X Holes

At MHRY=VIEVE
Machine Vertical Machining Center

posid [10)



Eﬁﬁfgﬂﬁﬁﬁiﬁﬁﬁi/ \y Fg v 70 (~55H RC) Straight Fluted Tap for Hardened Steels (~55HRC)

WH55-0T §

z
- S
o
a
¥ — _tt—— i ———— — ———
L
THLGTH _&_ Q\Q%
Q
LF
—
CARBIDE v
B{I:mm Unit:mm
—JUNo. 1204y BERLT | 82 | Bff | 2R | RQUR | BTR |YrVI8 B (RlLtyy | #EETRR | 7E | (SES
EDP No. Thread Size Grade | TAP Limit 2c LF THLGTH LU DCON NOF External Center |Recommended DrilHoeDia|  Stock (Yen)
3901010 5P @ | 14,800
M 3 X 0.5 STD | OH3 46 11 19 4 4 Yes 2.5
3901011 2.5P @ | 14,800
3901014 5P @ | 15,400
M 4 X 0.7 STD | OH3 52 13 21 5 4 Yes 33
3901015 2.5P @ | 15,400
3901018 5P @ | 16,000
M 5 X 0.8 STD | OH3 60 16 24 5.5 4 Yes 4.2
3901019 2.5P @® | 16,000
3901022 5P @® | 17,500
M 6 X1 STD | OH3 62 19 29 6 4 Yes 5 B
3901023 2.5P @® | 17,500
3901026 5P @ | 21,400
M 8 X 1.25 STD | OH3 70 22 - 6.2 5 - 6.8
3901027 2.5P @ | 21,400
3901030 5P @ | 29,200
M10 X 1.5 STD | OH3 75 24 — 7 5 — 8.5
3901031 2.5P @ | 29,200
3901034 5P @® | 37,500
M12 X 1.75 STD | OH3 82 29 - 8.5 5 - 10.3
3901035 2.5P @ | 37,500
- @ =1Z#7EER @=Standard stock item
® A IVDFBAIFpIZETE T, @ See p.1 for explanation of icons.
1.HEEM  F2MRHRUEZBEROY v THERBETI, 1. The recommended TAP Limit corresponds to JIS class 2 internal thread standard.
2. 9V TRRERHRUBEZRILEITDEDTIEHDFEA. 2. TAP Limit does not guarantee thread limit for the internal thread after tapping.
. RHLEVIRE - vV JUAERTE 8 k. DRVSIE 3.Refer to OSG's "Drilling and Threading Tools" general catalog for lengths of the
HWaHh&yOJ[TUNIT - QUIIITE|Z8R T, external center, £k and DRVS of the square shank.
—taw=F + ¥ i (AT=telcll i AN FELVEEIFAICWH62-OT(4§5%&) BRDFT
Please contact our sales staff for more information. We take orders of WH62-OT for higher hardness materials.

Wﬁ“%ﬁgﬁﬁ Cutting Conditions

1. WH55-OT[FEIHBEE S FIHPRFIDEESERELT TE Ve R—ANIHERH LI A,

i ' SRR 2. KB ETRIHE Z R 2155, KBEMEIRF OFTH KD BB ECENEIEEE
*ﬁﬁ]ﬂ’ High Hardened Steels e
Work Material ZCEATEV.
42~50HRC 50~55HRC 3. FUTCICKBZYYEV IR IO K FOMWEIFHAH DGO ¥ vIDRIFHFEENEITD
IR TOBFTTEL,
Cutting Speed 2~4m/min 1~3m/min 1. Make sure to select the correct cutting speed and cutting fluids. Tapping paste is
not recommended.

BIEI;HE] AKAMELTEIBE RAGEMELDEHRE 2. When using a water-soluble oil, use one with the highest lubricity level.
Coolant Water-Soluble, Non-Water-Soluble 3. The WH55-OT is designed for machine use only. Tapping by hand will cause chips to
(B IU=UHEYS get stuck between the tool and the work material, and result in chipping of the taps.
Machine Machining Center




. DAC55 EEE”"I Stable machining on DAC55

-{%TI’E‘ WH55-0T M6X1 5P INIIEL Number of Holes
50 100 150 200 250 300 350
Gl \ \ I \ \ I I
. DAC55 (48HRC)
. 281X Holes =
AN ¢5.1%X2Tmm (G&Db) i
Drill Hole Size Through WH 55-OT 3005% Breakage
J\ Holes
RQUITRSE 12mm (2D LED)
Tapping Length Blind PRy
B : : winrz) Il 27 g
Cutting Speed 3m/min (159min") Conventional - Breakage
e - . (Powder Metallurgy HSS) 17X Hole
BDRElHEA KAMELIHIRA BRTU— 1015
Coolant Water-Soluble Chlorine-Free 10% =
A N N fm*iun 1% Hole =
et UHRY=ZV VS (REEDEIERE) (7€) izl
Machine Vertical Synchronized Machining Center Competitor o Breakage
(Carbide) 17 Hole

RS VT (RINAR) D10 B EDOMAMEERE M 2RI ! thtm (BIE) DX
NEEDINIH. 3007 GEL T THITATREIC!

WH55-OT achieved more than 10 times the durability and stability versus the conventional tap
(Powder Metallurgy HSS). Moreover, WH55-OT was able to machine close to 300 holes, while
the competitor's carbide drill broke in less than 30 holes.

. STAVAXB&E”"I ! bb\t,\ 7k;.§'l‘imﬁu5mﬁj ! Stable machining on STAVAX, even with water-soluble coolant.

-E;HI’E‘ WH55-0T M6X1 5P INIIEL Number of Holes
200 400 600 800 1,000

Gl \ \ \ \ \
Work Material STAVAX (52HRC)
AN ®5.1x17.5mm (1Lb) o
Drill Hole Size Blind WH55_OT 9847 Holes Brefkage
RUITRE omm (1.5D1ED)
Tapping Length Blind
IHIEE . .
Cutting Speed 3m/min (159min") RS
] KB EIEEE EETU— 1063 A2 W07t T
Coolant Water-Soluble Chlorine-Free 10% Conventional reakage

(Powder Metallurgy HSS)
B Rk MYV ItV Y (REEDEEMAE)
Machine Vertical Synchronized Machining Center

RS T (R \A ) TIF 107 UMEE THTHEL CLIZEH DD,
1,0007GEL T AlgEE IEoTe.

Conventional tap (Powder Metallurgy HSS) broke after 10 holes while WH55-OT has completed
almost 1,000 holes.

=
J > o

. 58H RC -Eim*iw 1 51El'l-t Over 15 times better tool life on 58HRC against a competition. u'.‘
n

'EEIHIE WH62-0T (ﬁzﬁ) Mex1 5P 7J[|I7'“\§5! Number of Holes ;

20 40 60 80 100 120
HREIA \ \ | \ \ I .
Work Material SKD11 (58HRC)
- L
== #5.1x21mm G&b) WH62=OT 957X Holes pu—
Drill Hole Size Through (4%?*“!) Extensive Wear
(Special) 757X Holes

nUl‘l'CE?_\r" 12mm (2D 1ED)

Tapping Lengt Blind 43

o s 157 Holes g

Cutting Speed 2m/min (106min™) Conventional - Breakage

N . ot (Carbide) 187X Holes
BRI KBELIHIME \ERTU—101%
Coolant Water-Soluble Chlorine-Free 10% ﬁi’.?in
a—s N N 1--Hn 37X Holes -
fE Rt IWRYZVI€VH (AEEDHEEME) (85E) 8
Machine Vertical Synchronized Machining Center Competitor — Breakage
(Carbide) 57X Holes

WXSO—F« VI & Uik 5 w7 T, (ERAaIRE Cdhrole
[55HRC7Z B R DB EM DB EIHER TDY vEY T] ERKR,

The WH62-0OT (special) with WXS coating made the tapping of over 55HRC tough steel with
water-soluble oil possible, which is a process that cannot be achieved by the conventional tap
and competitor tool.

posid ®



#ﬁ%ﬁifgﬁlﬁﬁﬁﬁﬁﬁl \y Fg v 70 (50 ~62 H RC) Carbide Straight Fluted Tap for Hardened Steels (50~62HRC)

VX-OT :

— 2
a
—p - S O | s s —
THLGTH _&_
LF
CARBIDE T
B :mm  Unit:mm
—JUNo. 12203 BEX| BE | Bff | 28R RQUR| BR |[YryIB| B |RELE) | HETRE | 728 | R
EDP No. Thread Size Grade | TAP Limit 2c LF THLGTH LU DCON NOF External Center | hecommendedDilfdeDia. |  Stock (Yen)
8330029 M 2 X 04 STD OH3 3P 40 12 - 3 3 Yes 1.6 @ 16,500
8330039 | M 23 X 04 STD | OH3 3P 42 13 — 3 4 Yes 1.9 b @ 17,700
8330045 | M 2.5 X 045 STD | OH3 3P 44 14 - 3 4 Yes 2.05 @ 17,400
8330049 | M 2.6 X 0.45 STD | OH3 3P 44 14 — 3 4 Yes 2.15 @ 16,100
8330055 | M 3 X 0.5 STD | OH3 3P 46 11 19 4 4 Yes 25 @ | 14,800
8330061 | M 4 X 0.7 STD | OH3 3P 52 13 21 5 4 Yes 33 @ 15400
8330067 | M 5 X 0.8 STD | OH3 3P 60 16 24 55 4 Yes 4.2 @ 16,000
8330073 | M 6 X 1 STD | OH3 3P 62 19 29 6 5 Yes 5 @ 17,500
8330085 M 8 X 1.25 STD OH3 3P 70 22 - 6.2 5 - 6.8 @ 21,400
8330087 | M 8 X 1 STD | OH3 3P 70 22 — 6.2 5 — 7 @ 21,400
8330097 | M 10 X 1.5 STD | OH3 3P 75 24 - 7 5 - 8.5 B |@| 29,200
8330099 | M 10 X 1.25 STD | OH3 3P 75 24 — 7 5 — 8.8 @ 29,200
8330101 | M 10 X 1 STD | OH3 3P 75 24 - 7 5 - 9 @ 29200
8330115 | M 12 X 1.75 STD | OH3 3P 82 29 — 8.5 5 — 10.3 @ 37,500
8330117 | M 12 X 1.5 STD | OH3 3P 82 29 - 8.5 5 - 10.5 @ 37,500
8330119 | M 12 X 1.25 STD | OH4 3P 82 29 = 8.5 5 = 10.8 @ 37,500
8330121 | M 12 X 1 STD OH3 3P 82 29 - 8.5 5 - 11 @ 37,500
8330123 | M 14 X 2 STD | OH4 3P 88 30 — 10.5 6 — 12 @ 59,100
8330125 | M 14 X 1.5 STD | OH3 3P 88 30 - 10.5 6 - 12.5 @ 59,100
8330131 | M 16 X 2 STD | OH4 3P 95 32 — 12.5 6 — 14 @ 71,200
8330133 | M 16 X 1.5 STD | OH3 3P 95 32 - 12.5 6 - 14.5 b @ 71,200
8330139 | M 18 X 25 STD | OH4 3P 100 37 — 14 6 — 15.5 @ | 85,900
8330141 | M 18 X 1.5 STD | OH4 3P 100 37 - 14 6 - 16.5 @ | 85,900
8330147 | M 20 X 25 STD | OH4 3P 105 37 = 15 6 = 17.5 @ | 99,800
8330149 M 20 X 1.5 STD OH4 3P 105 37 - 15 6 - 18.5 @ | 99,800
@ =1Z#£7EER @=Standard stock item
® A IVDEHMAIFpIZTE T, ® See p.1 for explanation of icons.
1L.REER (2RO UHEIERDOY v THREE T, 1. The recommended TAP Limit corresponds to JIS class 2 internal thread standard.
2. 9VTREERORQUBEZRIAITDEDTIEEOEFEA. 2. TAP Limit does not guarantee thread limit for the internal thread after tapping.
3.RELEVIRE - v IWAEEET A 2 k. DRVSIE 3.Refer to OSG's "Drilling and Threading Tools" general catalog for lengths of the
WEH&YOJTUNIT - RUIMITE| ZSE T, external center, £k and DRVS of the square shank.

Wﬁ“%#‘:giﬁﬁ Cutting Conditions

=rEE 1. VX—OTIitﬂﬁﬂiifﬁttﬂ%miﬂiﬁﬂ@igﬁl:ii%flfC'Ea\‘b\o N—R I\[I?’E%iﬂlb?’dfuo
HEEAA H.‘gh'?ardene'd' Stecls 2. FIATICKBDIvEVIF D LKFDMAHAHFDGD, ¥V ITDRIFHF/ENET
Work Material DT, #FTFEL,
50~62HRC
1. Make sure to select the correct cutting speed and cutting fluids. Tapping paste is
WH“EE 1~3m/min not recommended.
g 333 2. The VX-OT is designed for machine use only. Tapping by hand would cause chips to
B G EEIEHhAE get stucked between the tool and the work material, and result in chipping of the taps.
Coolant Non-Water-Soluble
e Rk RIZVTEVY = [an=t < A d (A=t ohell N Y KB IETEIMRIDIZEIEVH62-OT (M) HERDET
Machine Machining Center RN Ca A A AN Bl  For water-soluble oil, use VH62-OT by special order.
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%ﬁﬁfgﬁﬁﬁﬁﬂﬁigﬁﬁ 7_- _, \09 ) 7° (5 0 ~62 H RC) Carbide Taper Pipe Thread Tap for Hardened Steels (50~62HRC)

VX-TPT

z
o
O
[m]
B |
29 £k ©
THLGTH <§2~
LF
_—
CARBIDE v
@U@E;ﬁ :PT (RC) B{I:mm Unit:mm
Y—)UNo. 2205 HE j=1h) =R RPUR | BERME YvVIR| BH 7= FRAEfAR
EDP No. Thread Size TAP Limit Bc LF THLGTH £g DCON NOF Stock (Yen)
8330692 PT % - 28 JIS2 3P 59 19 13 8 5 (] 41,200
8330693 PT Ya - 19 JIS2 3P 67 28 21 11 5 D { ] 59,100
8330694 PT 36 - 19 JIS2 3P 75 28 21 14 6 (] 66,800
8330695 PT %2 - 14 JIS2 3P 87 35 25 18 6 ([ 90,700
@ =1Z#7ER @=Standard stock item
® A IVDEHMAIFpIZTE T, ® See p.1 for explanation of icons.
1. 7 VT REERORUBEZRIETHHDTIFHOFEA. 1. TAP Limit does not guarantee thread limit for the internal thread after tapping.
2. RHELEVIRE ¥ vV IMUAERE L k. DRVSIE 2.Refer to OSG's "Drilling and Threading Tools" general catalog for lengths of the
BEHHYOJTUILT - RUMITE] ZBR TS, external center, 2k and DRVS of the square shank.
Wﬁu%ﬁgiﬁf Cutting Conditions
SEEE 19824, ISOBAICKDIJISOERRUREHWESTN, RUDRUESHEEINF L
HEA High'?a,dene;j Steels H QUBEDZEEIFLEWV ., ¥y TEHIBESZHE T ENTRETT,
Work Material The JIS pipe thread standard was revised in 1982 to meet ISO standards. Although thread symbols changed,
50~62HRC the limits were not changed. Therefore, it is still acceptable to use taps with both new and old symbols.
o = = JIS B 0202-1982
s . Ed ] |HEES LS IS B 0203-1982
Ctﬂﬁug%;ygd 1~3m/min Ty;e Old Symbol New Symbol (J 0203198 )
tﬂﬁuimﬁu Zzﬂ(;”é'ﬁtﬂﬁuiﬂ]ﬁu Taper pipe threads for pressure-tight joints
Coolant Non-Water-Soluble MZEAEITHRL
b Bowim PS Rp
- N arallel pipe threads for pressure-tight joints
fErmmt NY=YIRYy BEREARTEOE0 o G
Machine Machining Center Parallel pipe threads for mechanical joints
1. VX-TPTIZUIELRE L UTEPERIDEE(CERLT TS L,
N—ZANIERH LI A,
2. FIATICKBDIvEVIF D KFDMAHFAHFDGHD.
FVITDRIIHFEEINTIDT, BFTTFEL,
1. Make sure to select the correct cutting speed and cutting
fluids. Tapping paste is not recommended.
2.The VX-TPT is designed for machine use only. Tapping by
hand will cause chips to get stuck between the tool and the
work material, and result in chipping of the taps.
-— LI B
54H Rc l‘-i‘j lJ-CSOI \l‘liwma VX-TPT tapped more than 50 holes in 54HRC.
E(TIE VX-TPT PT1/8-28 7."]171\& Number of Holes
10 20 30 40 50
i) ! \ ! . |
Work Material SKD11(54HRC)
TR $8.22x20mm G&b) L RRETAE
Drill Hole Size Through VX-TPT SOTRELE Holes still Running
RUITRSE 13mm (BERUBEF T)
Tapping Length Till Position of Gauge Diameter OT-TPT
Bl 2.1m/min (70min") —RAEE || 2R holes BIIIRA
Cutting Speed -1m/min min Carbide for General Large Chipping on &c
Aoplicatt
Y AAE I prication
Coolant Non-Water-Soluble CPM-TPT _
e MMRY=VIEVS R\ R 1 Hole  ITR
Machine Vertical Machining Center Powder Metallurgy Breakage
HsS
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/N BECBENWNRE L DIT

« TEZEAT 263, BT 2RRNDIDT, HIFN/\— - (REIRS - REWNSEHEALTTEL,
NI RFTRSIENT FEL.

+ FID K FIFRFTHSIENTTEL,

* TEOYINBEDEL Eo e SERZEFIELTREL,

« BEE - RERBHNRELLS. BSICERZHRLELTREL.

* TEICEFZMRIFVNTTEL.

« MIFIICTEDTERRET> TR,

& Safe use of cutting tools

+ Use safety cover, safety glasses and safety shoes during operation.

+ Do not touch cutting edges with bare hands.

+ Do not touch cutting chips with bare hands. Chips will be hot after cutting.

« Stop cutting when the tool becomes dull.

« Stop cutting operation immediately if you hear any abnormal cutting sounds.

+ Do not modify tools.

« Please use appropriate tools for the operation. Check dimensions to ensure proper selection.

BEIIHEHHDET,
« AEBBABORETER - BRZRUIT T,

OSGRIEE

Copyright ©2016 OSG Corporation. All rights reserved.
« BRBICOVTIE, BICHR - MRZIT>THDEIDT. FELFLAHYOJBHETRE

Tool specifications are subject to change without notice.
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