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A-CSF-A-CHT

Carbide A-Tap Series
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It Bk EE Oil hole enlarged to enable 1.3 times the coolant flow! MERAFICRDFERILDE T Result may vary based on cutting condition.
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Oil Hole Specification
Excellent Coolant Flow
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High wear resistance
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Ideal for Casting Components!
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Ultra-Fine Grain Carbide
High wear resistance and toughness
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High rigidity prevents tool breakage!

EmIg A-CSF M10X1.5
4 = Tool .
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[N-cm] ?41‘ M10X1.5 Work Material
“ TR #8.5%20mm (LED)
9000 8,951 Drill Hole Size Blind
RQUITRE
7383 Tapping Leng‘t_h 15mm
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Cutting Speed 10m/min
6,000 N . .
SEIHE] AKBMELIRRA EZR=TU— 1015
Coolant Water-soluble Chlorine-free (10%)
IRV ZVIEVS
[EFRHEH (R 0 BB =)
3,000 Machine Vertical Synchronized
Machining Center
Bz POBRAEE (3MPa)
Lyp . Internal
ubricant Supply
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ﬁzil;r}el:g] Cutting Torque 650N-cm
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The torque strength of A-CSF M10 x 1.5 is approximately 1.2 times that of the conventional product, ensuring sufficient rigidity against actual

cutting torque.



”HI 5-“_ 9 Cutting Data
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chlﬁ A-CSFM6X 1 (ml/min) —5 2 FHHE coolant Flow
EEmEE . 2,000
Spindle Speed 1,000min~!
LT ARG 3% T U — 10f5 1,800
Coolant Water-soluble Chlorine-free (10%)
LSHE 1,600 —
Cololant Pressure 1MPa
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.’ \7‘J*®’3L‘§§”u1 Stable and consistent performance
E{TIE: A-CHT M6 X 1 INIIER Tapping Holes
0 1,000 2,000 3,000 4,000
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Work Material FCD400
AN ¢5X16mm (1ED)
Drill Hole Size Blind
Ly 3 - ll”n EIﬁE
RUITRE A-CHT it
Tapping Length 12mm Still Running
HIERE .
Cutting Szpeed 30m/min
BIHHE KBEYIHIHF BRIV — 105
Coolant Water-soluble Chlorine-free (10%) e =
> X \ e 1748
B Rk WvyZ0Jery (REEDHIERTE) Conventional Breakage
Machine Horizontal Synchronized Machining Center
faimAT PIBR#E3H (2MPa)
Type of Lubricant Supply Internal
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n HE Tool Materials
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CARBIDE EESE
Tungsten Carbide

ﬁﬁmiﬂ Surface Treatment
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FX FX (TiAIN) Coating
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hé Tolerance for Shank Diameter

n 1301’1% Helix Angle
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Helix angle of flute for taps

tﬂﬁ“%ﬁ: Cutting Conditions
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Indicates page number for cutting conditions
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5ER1§EEEX’ \04 5}" 9 ‘y 70 Carbide Spiral Fluted Tap with Internal Coolant Supply

A-CSF
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CARBIDE X

Bfi:mm  Unit:mm

Y—JLNo. 220) BERR | BE | B | 2R | ofoR EToR: vryog | EH |ERITR mE | s
EDP No. Thread Size Grade | TAPLimit 2c LF THLGTH LU DCON NOF dilholeda |  Stock (Yen)
8330810 M 6 X 1 STD OH3 1.5P 62 19 30 6 3 5 @® | 19,500
8330820 M 8 X 1.25 STD OH4 1.5P 70 22 = 6.2 3 6.8 ® | 22,700
8330830 | M10 X 1.5 STD OH4 1.5P 75 24 - 7 3 8.5 B @® | 30,000
8330831 | M 10 X 1.25 STD OH4 1.5P 75 24 = 7 3 8.8 @® | 30,000
8330840 | M 12 X 1.75 STD OH4 1.5P 82 29 - 8.5 3 10.3 @® | 39,100
8330842 | M 12 X 1.25 STD OH4 1.5P 82 29 = 85 3 10.8 ® | 39,100

@ = ZHEEER @=Standard stock item

741 ‘JG)EREEC“%'F‘&MO : Seor explanation of icons.
- VvV OMAESINELK, DRVSIFREAYOITUIT - RUINTIE] - Referto'OSG's "Drilling and Threading Tools" general catalog for lengths of

ZETETEL, the £k and DRVS of the square shank.
1.HBER  ([F2RHRUEHEROSY Yy THREEE T, 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2. v TRERDRUIEEZRIETHEDTIRIHOIEEA, 2.Tap limit does not guarantee thread limit for the internal thread after tapping.
3. #ETIURIF, [HJIIS2HRDORUATT, (HJIISOMBEICEWVHRUIFERL) 3.The recommended tap limit corresponds to JIS class 2 internal thread standard.
JISHBICTEVHRUDTREIE. BEETT, The recommended drill hole size that are not listed on JIS is as reference.

t’Jﬁ“%{#Eiﬁi Cutting Conditions

) k. 9051k, 7IL= (AC, ADC)
Work Material Cast Iron, Ductile Cast Iron, Aluminum
faimA SAERGH AIBRHEIM

Type of Lubricant Supply External Internal
bl A 5~15m/min | 10 ~100m/min
BDRELmA] KB EIHIRA]

Coolant Water-soluble

fEFAtE NYZVItry (EfEED #EftE)
Machine Synchronized Machining Center




5Eﬂ1qiﬂﬁ§1’ \04 5)'/9 ‘y jo (I y F E J I/:J -\-’ ya ) Carbide Spiral Fluted Tap with Internal Coolant Supply (End Mill Shank)

A-CSF
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IVRINY vV IIATIE. &R YOOy THSYU—XEB—FIRDY vV U ZFEBLTVE T,
A-CSF with end mill style shank uses the same shank shape as OSG's HS (high speed) synchro tap series.
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THLGTH

LU QQﬁ%
LF

CARBIDE ';r lﬁﬂ “;’ ﬁ?

BfiI:mm Unit:mm
Y—JLNo. 226 BERR | BE | 8F | 2R | ofoR EToR: vrvyvog | EH |EETE mE | mes

EDP No. Thread Size Grade | TAP Limit oc LF THLGTH Lu DCON NOF dilholeda |  Stock (Yen)

8330860 | M 6 X1 - 6| STID OH3 1.5P 80 19 30 6 3 5 ® | 31,600
8330870 | M 8 X1.25- 8| STD OH4 1.5P 90 22 37 8 3 6.8 ® | 36,100
8330880 | M10 X1.5 - 8| STD OH4 1.5P 100 24 - 8 3 85 B ® | 44,700
8330881 | M10 X1.25- 8| STD OH4 1.5P 100 24 = 8 3 8.8 ® | 44,700
8330890 | M12 X 1.75- 10| STD OH4 1.5P 110 29 - 10 3 10.3 ® | 55200
8330892 | M12 X 1.25- 10 | STD OH4 1.5P 100 29 = 10 3 10.8 @® | 55200

. 743)@%%8}32%?6L\0

- Vv VU NEERELRK, DRVSIFHEASYOI[TUNIT - RUIMITE]

ZCTBTEL,
LBEM FRORUESEROY Y TR ERETT,

2. Yy TREFDRUBEZRIEITDEDTEEOEE A,
3. R TIRIF. [BJIS2HRHRUATT . (HJIISOMEICIELHRAUIEERL)
JISIRIBICIEVDRUDTNREIE. BEETT,

@ =1Z#7EER @=Standard stock item

-Seor explanation of icons.
- Referto OSG's "Drilling and Threading Tools" general catalog for lengths of
the 2k and DRVS of the square shank.

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.The recommended tap limit corresponds to JIS class 2 internal thread standard.
The recommended drill hole size that are not listed on JIS is as reference.




5E/HQ1?_|' EEE, \y F 9 ‘y 70 Carbide Straight Fluted Tap with Internal Coolant Supply

A-CHT

| THLGTH | o 8
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CARBIDE ? T SF:EEE:'?

Bfii:mm  Unit:mm
—JLNo. 236) BERR | BE | B | 2R | ofoR EToR: vryog | EH |ERITR mE | s

EDP No. Thread Size Grade | TAPLimit 2c LF THLGTH LU DCON NOF dilholeda |  Stock (Yen)

8330710 | M 6 X 1 STD OH3 1.5P 62 19 30 6 3 5 ® | 16,000
8330720 M 8 X 1.25 STD OH4 1.5P 70 22 - 6.2 4 6.8 ® | 18,700
8330730 | M 10 X 1.5 STD OH4 1.5P 75 24 - 7 4 8.5 ® | 24,900
8330731 | M 10 X 1.25 STD OH4 1.5P 75 24 - 7 4 8.8 b ® | 24,900
8330740 | M 12 X 1.75 STD OH4 1.5P 82 29 - 8.5 4 10.3 ® | 32,000
8330742 | M 12 X 1.25 STD OH4 1.5P 82 29 - 8.5 4 10.8 @® | 32,000

@ = ZHEEER @=Standard stock item

741 ‘JG)EREEC“%'F‘&MO : Seor explanation of icons.
- vV OMAENELK DRVSIFHREAFYOJITUILT-RAUINTIE] - Referto OSG's "Drilling and Threading Tools" general catalog for lengths of

ZETETEL, the £k and DRVS of the square shank.
1.HBER  ([F2RHRUEHEROSY Yy THREEE T, 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2. v TRERDRUIEEZRIETHEDTIRIHOIEEA, 2.Tap limit does not guarantee thread limit for the internal thread after tapping.
3. #ETIURIF, [HJIIS2HRDORUATT, (HJIISOMBEICEWVHRUIFERL) 3.The recommended tap limit corresponds to JIS class 2 internal thread standard.
JISHBICTEVHRUDTREIE. BEETT, The recommended drill hole size that are not listed on JIS is as reference.

t’Jﬁu%{#Eiﬁi Cutting Conditions

) k. 9051k, 7IL= (AC, ADC)
Work Material Cast Iron, Ductile Cast Iron, Aluminum
faimA SAERGH AIBRHEIM

Type of Lubricant Supply External Internal
bl A 5~15m/min | 10 ~100m/min
BDRELmA] KB EIHIRA]

Coolant Water-soluble

fEFAtE NYZVItry (EfEED #EftE)
Machine Synchronized Machining Center




5ET\1§EEEI \y F 9 ‘y jo (I y F E } I/:J -\7 ya ) Carbide Straight Fluted Tap with Internal Coolant Supply (End Mill Shank)

IVRINWYYVIIATR . BREY VIO Y THSYU—XEA—ERDY vV IZRALTVET,
A H A-CHT with end mill style shank uses the same shank shape as OSG's HS (high speed) synchro tap series.
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CARBIDE ? ? SF':EE'?

B{iI:mm Unit:mm
Y—JLNo. =20 BERE | BE | BN | 2 |60k &ToRs | vrvog| B (ERTR mE | mems

EDP No. Thread Size Grade | TAP Limit oc LF THLGTH Lu DCON NOF dilholeda |  Stock (Yen)

8330760 | M 6 X1 - 6| SID OH3 1.5P 80 19 30 6 3 5 ® | 25600
8330770 | M 8 X1.25- 8| STD OH4 1.5P 90 22 37 8 4 6.8 ® | 29,700
8330780 | M10 X 1.5 - 8| STD OH4 1.5P 100 24 - 8 4 85 B ® | 37,000
8330781 | M10 X 1.25- 8| STD OH4 1.5P 100 24 = 8 4 8.8 @® | 37,000
8330790 | M12 X 1.75- 10| STD OH4 1.5P 110 29 - 10 4 10.3 @® | 45,400
8330792 | M12 X1.25- 10 | STD OH4 1.5P 100 29 = 10 4 10.8 ® | 45400

@ =1Z#7EER @=Standard stock item

-7"(:IDOJ§HEEEE%CTFSL\U -Ser explanation of icons.

VvV OMAERTELK, DRVSIFREAYOITUIT - RUINTIE] - RefertoOSG's "Drilling and Threading Tools" general catalog for lengths of

ZTETREL, the £k and DRVS of the square shank.
1.REER (F2RORUEHERDY Y THEIBE T, 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2. v THERORUIEEZRIETHEDTIFHOF A, 2.Tap limit does not guarantee thread limit for the internal thread after tapping.
3. HEETRE IBJIIS2HHRUATT, (IHJISORBICIELDHRULIEERL) 3.The recommended tap limit corresponds to JIS class 2 internal thread standard.
JISIRIBICELDRUDTREIF. BSEETT, The recommended drill hole size that are not listed on JIS is as reference.

F—IRI-RRKBICEBLLVEDHEIZHELCVET

0SG’s Environmental Initiatives
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Tool Reconditioning \
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BRI L. AER{EEHIRIRIED
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Tool reconditioning contributes to resource conservation by bringing worn
cutting tools back to life, which is environmentally friendly and sustainable.

HBEUYALI)L

Carbide Recycling

BMECETHELLBocBETIREAER/N—RXY)LT [BEYYI)L]
TBHIENTRETT, BBUTAIIIE FLEBOLUT7XAIINZEEZLZD
BEMEOERAEZHSTIENTE BEREICRIBET,

Carbide tools that can no longer be reground can be recycled through Nihon Hard Metal's carbide recycling program.

Cemented carbide materials contain a large amount of rare metals.
Carbide recycling reduces material consumption and contributes to environmental preservation.
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shaping your dreams
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T442-8543 ZEHRE)IMAFIR=TB22%&1 TEL(0533)82-1111

E-mail : cs-info@osg.co.jp  Web: https://www.0sg.co.jp/
International Headquarters

3-22 Honnogahara, Toyokawa, Aichi, 442-8543, JAPAN
TEL : +81-533-82-1118 FAX : +81-533-82-1136
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a TEL (022) 390-9701
L TEL (024) 991-7485
b7 TEL (029) 354-7017
E TEL (0270) 40-5855
#H= TEL (028) 651-2720
b TEL (025) 288-3888
R TEL (03) 5715-2966

n TEL (0533) 82-1145
b TEL (0566) 62-8286
TEL (052) 589-8320
= TEL (058) 259-6055
B TEL (077) 553-2012
FR TEL (06) 4308-3411
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TEL (086) 241-0411
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* 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.

OSGRIEE

Copyright ©2016 OSG Corporation. All rights reserved.
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Tool specifications are subject to change without notice.
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