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Newly expanded taper pipe tap lineup to help you
achieve the perfect thread with no galling!

[F—/MRAUTH, BLNELS v TH® UL WS S5
DEICBIHZ LAY v TOBRF—/\5 v T (ATPT).

ERBEAY v TZRANTENZNSS400M Z L LIcZEa D
’f)(—jf?'o

Manufacturers have demanded for “a reliable tap for taper pipe threads free of galling.”
We have answered such a calling with the new A-Tap series taper pipe tap lineup.

The images below features a comparison of hole quality between a conventional
taper pipe tap and the A-Tap series taper pipe tap in SS400.
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Image to process taper pipe thread in S$S400 material
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Guide for Icons

n *ZE Tool Materials n 19 U Tl% Helix Angle
oM BERNCR AN 5y JOBORUNAERTRLET
Powder Metallurgy HSS (CPM) 45 Helix angle of flute for taps

HSSE B/NFITLINAR

High Vanadium HSS E tﬂﬁ“%ﬁ: Cutting Conditions
speep BIRISRIEBERIGHN—I%
HED RRULEFT
ﬁﬁmfg Surface Treatment Indicates page number for cutting conditions

mm VIS5V
v (EEZEI—T 1)
V (Composite multi-layered) Coating

9‘\"77 Shank

K voyomEsRnLEs

h7 Tolerance for Shank Diameter




FyINLIC, A>TOWEEAD?

Do you have any problems with tapping?

FyIMIOEE S IIVERZF. IO L FHHDFREE T, AFvTVU—XIE,
RELID K FHEHEZRS, SSICIRLEUVMERIM PERICRR CEEHNERETT,

. Most tapping troubles are caused by unstable chip evacuation. The A-Tap series resolves such troubles and is applicable to a wide range of
Y\ work materials and cutting conditions.

9 ‘377J|]I(D |\57}l/ TOP3 Tapping Troubles

= 15
NO.1 ;ﬁ;ﬁ * /A_’U- Breakage and chipping 26% — I
NO.2 nU*%E(DZ:E Dimensional error 17% hfwjbjll(ial;
No.3 {TL. D\UD% Galling 14% Main factor is chip packing
%a)ﬂﬁ Others 43%

HHOAZT 25—V aVFA VIV DIERERFKD

Source: OSG Technical Consultation Division

AYYI1IES,

A-Tap takes it to another level.

CETTED!

Giies Y NYOYIDS TR ..
[PAT.in jépan]

Sharp Cutting Edge
[PAT. in Japan]
I' Stabilizes chip shape

0 FHipERT
FEU—-RE
[PAT. in Japan]

Variable Lead Flute
[PAT.in Japan]

Accelerate chip

evacuation
ﬁE;EI% Conventional Tap
uF$HRUML
ﬁnﬂ J J High-Grade Internal Threading
BUIERNE

Vi1-F42J > -
et HLN-HEhEL

4 High wear resistance No Galling

- B
BRI\AR

Powder Metallurgy
HSS (CPM)

High wear resistance Bl .

| I

55400

. Work Material:
| Mild Steel

HWHIAE -
SUS304

Work Material:
Stainless Steel
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TESS tﬂﬁu%ﬁﬁﬁ@'f )( - y Figure of Cutting Range
Tool Life

s ERME FREEDREN Y=V IS
Long M‘;’;‘{‘?:;'Ona Machining Center with Synchronized Feed and Rotation

AFvT

A-Tap

d-F1VIE&9v7

Coated Tap

1-74Y58LIyT

Non-Coated Tap

5 10 20 30 40 50 75 100
FIHIERE (m/min)

Cutting Speed

T 22 fm7aE X7
—
nz H E A-Tap is compatible with any type of machining equipment.

i - BikR (S45CH8 L) =KAM
CIHHFZERLUCTINIUEED
AX—ITT,

¥ YRR 15m/min L LD I Tl
[EIERE D BT R EER U 9

MRIBREE ERAREFICKIDEELED
F9. HUMNTICKDEE RS,

% Cutting range in medium and high
carbon steel with water-soluble coolant.

% Machining center with synchronized
feed and rotation is recommended for
more than 15m/min.

% Results may vary based on cutting
condition. Please adjust speeds and
feeds accordingly.

A5y TREFHROR—)LE
WSROIV =VItEVH
& TIRL UMD TR X0
RYZVJeVHTHNR.
ZOMEEZELDFREEBELE T,

A-Tap is compatible with various types of machining
equipment, from manual drilling machines to the
latest machining centers. A-Tap can maximize the
performance of any machining center.

15 2 TR BURTIC AT ...t

AT YT BATVUVA  GEHEE. BRLIEHREIICHITLE T,

A-Tap excels in a wide variety of materials, including stainless steels and alloy steels.

AZ VI A —TAI— AR OEREIRCI.

R
Features



YIHISRIFBEER g condtions

B A-SFT- A-LT-SFT (~ M24, 2.5P)

HIHEIERE (m/min) Cutting Speed |0 10 20 30 40 50 60 70
_ 1 1 ] 1 1 1 1 1
High Carbon Steel
=E i
/I\:I:oy Steel scm 5-10 15-30
— &SR 50
Mild Steel 55400 5-20
AT VUAEH SUS304 )
Stainless Steel SUS420 m 1015
ZIL=ZO A AC
Aluminum ADC 5-50
59541 )ViEEk L
Ductile Cast Iron FCD 5-50
BA-SFT (~M24, 3—bF 277 1.5P 1P shortchamter) + A-SFT HL+ A-LT-SFT HL
EIHEIERE (m/min) Cutting Speed (I) 1|0 2|0 3|0 4|0 SIO 6|0 7|0
s e 3-15 15-30
High Carbon Steel
I=Fn il )
Elloy Steel SCM 3-8
— &SR 50®
Mild Steel 55400 3-20
ATV A SUS304 38 @
Stainless Steel SUS420
ZIL=ZDO A AC
Aluminum ADC 3-30
5951 )%k .
Ductile Cast Iron FCD 3-15
M A-SFT (M27 ~, 2.5P) + A-SFT(U) +A-SPT(G)
IR (m/min) Cutting Speed (I) 1|0 2|0 3|0 4|0 5|0 6|0 7|0
R e 33 JERE
High Carbon Steel
=k i
Elloy o SCM XN 8-15
— iz AEIE FA _15®
Mild Steel 55400 3-15
ATV A SUS304 3.8
Stainless Steel SUS420
ZIL=ZD A AC
Aluminum ADC 3-20
5951 )%k .
Ductile Cast Iron FCD 3-15
B A-SFT: A-LT-SFT (T RZ )V 4>/ Endwili shank)
tﬂﬁ”ﬁg (m/min) Cutting Speed (I) 1|0 2|O 3|0 4|0 5|O 6|0 7|0
High Carbon Steel
=i . X
Elloy Steel sCcm 5-10 15-30
—hziES R 50
Mild Steel 55400 5-20
2T AR SUS304 )
Stainless Steel SUS420 m 1015
PZILZZO LA AC
Aluminum ADC 5-50

TO5ANEE  rep

5-75

Ductile Cast Iron

SR

Advisable Possible

M ATsErEE




B A-TPT - A-S-TPT - A-SPT(Rp- NPS)

BIHEIEE (m/min) Cutting Speed (I) 1|0 2|0 30 4|0 5|0 60 70
et mme 5-10
High Carbon Steel
(=E i «
AI:I:oy Steel SCM 25
—hRAEE A 5.
Mild Steel 55400 5-10
ATV AR SUS304 25
Stainless Steel SUS420
ZIV=ZD L AC
Aluminum ADC 5-10
U5 A )ViE%k y
Ductile Cast Iron FCD 25
Bl A-POT-A-LT-POT
tﬂiﬁ']iéfg (m/min) Cutting Speed (I) 1|0 2|0 3|0 4|0 SIO 60 70
High Carbon Steel
b SCM 5-10 10-30 30-50
oy Steel
= —
Mild Steel $5400 5-15 50-75
27U SUS304 .
Stainless Steel SUS420 m 15-30
ZIV=ZDO L AC
Aluminum ADC 5-50
5054 Vst -
Ductile Cast Iron FCD 5-50
Hl A-POT: A-LT-POT (T RZ IV ¥ 2/Z End il shank)
EDHIRE (m/min) Cutting Speed (I) 1|0 2|0 3|0 4|0 SIO 6|0 7|0
et sme 5-15 15-75
High Carbon Steel
oy Steel
i $5400 5-15 15-50 50-75
ild Steel
ATV SUS304 i
Stainless Steel SUS420 m 15:30
PIV=ZO L AC
Aluminum ADC 5-50
5054 )ViEtk ECD 5-75
Ductile Cast Iron
HEAER I TTEERE
Advisable Possible
1. tIHIRE (L, REEOMNTREZRESE U ETEE TS, 1. Cutting speed should be adjusted according to the machining conditions.
2. COYHIRHEERE, KEEYHBRIZERT 255DHDTT, 2. The indicated speeds and feeds are for tapping with water-soluble oil.
3. UIHLHREIDIREEIC KD, +HREREDREB TELEVEE N HDE T, 3. Depending on the coolant condition, it may not show a good results.
4, TYRI Y v I&RIEOVY MRILY. S —UVIRIVIBEEICRIRLT 4. Although taps with end mill shank are compatible with a collet holder,

WETH, FODIEHHERILT ZTEATEL,
() INIRIFICTEFRTE L,

milling holder and etc., use a holder with a detent.
() Please set cutting speed carefully.
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HUI?‘_ 9 Cutting Data

B YDELERE ENID SFRIAR cutting specdandshape of chis

FFFIE A-SFT M8X1.25 2.5P EIEIEE cutting Speed
0 5m/min 10m/min 15m/min
REI
Work Material s45¢C
TI% »6.8X18mm (LED) T B T \\,\-._‘A‘A),A—),,.;szwtﬁvx
Drill Hole Size Blind
P =
'Epl;iﬁgfe%?l 12mm (1.5D) 30m/min 50m/min 75m/min
SDRIHA] AKBHEYIHRA ER T U— 1015 ) J
Coolant Water-Soluble Chlorine-Free (10%) N e L - A I e
{SE PR MR YZVTEYy (BEBED#EME)
Machine Vertical Synchronized Machining Center

- PHEREZZEZCTEYDSTFERNZELTVD

- YIEEE10M /min U T THEYID K FHRIRERE

LCWEIH, SFJEITDZECKIDEDDD

BUT. 9yTh 50O <FREND E ELE T

- The shape of chips is stable even if the tapping speed is high.

- Shape of chips is stable even if the tapping speed is 10m/min or
less; however, separation of chip would improve tremendously
by increasing the speed and centrifugal force.

. m‘ﬁUﬁEtii'ﬁ Cutting speed and performance stability

SR

Recommended Speed

ﬂﬂIﬂ%ﬁl Tapping Holes
500 1,q00

1,500

ERTR A-SFT M6X1 2.5P

ool

Ll

Work Material 545¢C

LA @®5x16mm (LED)

Drill Hole Size Blind
RUITRE

Tapping Length 12mm (2D)

SR KBMEVIHEME IEZRTU— 1065
Coolant Water-Soluble Chlorine-Free (10%)
et IRV IV (BEED R E)
Machine Vertical Synchronized Machining Center

H40m/min YJHIEOYDL T Chip generated in 40m/min

]

15m/min ; )
Still Running

1,4007{ Holes

)
Still Running

1,4007( Holes

30m/min

]

.
L (A Still Running

40m/min

fiERER  Conventional Tap

15, 30. 40m/minZNZNDERE THRERICIESDEFEL KEMITH ETEE

The results of tapping operations in 15, 30, 40m/min are all stable.

W VY00 I DEENEEDT UIRITEIE THIEREZE FERE 1 cor maximizes the performance of machining center

E(TIE‘ A-POT M8X1.25 INIIEY Tapping Holes
1,000 2,000 3,000 4,000 5,000

R \ " " 7 " "
Work Material s50C
TR $6.8X16mm (G&D) A-POT 4,9477% Holes BsK
Drill Hole Size Through Large Wear
RUITRS =] =
Tapping Length 16mm (2D) c:ise;Em;ﬁal 3,816 Holes ﬁifkage
tIEIERE ; .
Citting Speed 30m/min (1,190min"") -

" . . AR 2,865 Holes GP-Out
SIEHE KBELREMF BRI U— 1015 Competitor
Coolant Water-Soluble Chlorine-Free (10%)
{E R WYY =v Y5 (FERRD i) fhit B R E DA EE TSR
Machine Horizontal Synchronized Machining Center

The advantage of A-POT over the competitors’ and conventional taps was verified.

8




. S45C EDR@E&”"I High speed machining of S45C (Through)

ERTR A-POT ﬁ*ﬁ NI Tapping Holes
Tool Conventional Tap
1,000 2,000 3,000 4,000 5,000 6,000 7,000
;q‘»f z M8X1.25 \ \ \ \ | \ \
ize
W sasc
Work Material A_ POT 6,501 7‘{ Holes GP-Out
A ¢6.8X16mm (G&D)
Drill Hole Size Through
RAUITRE
Tapping Length 16mm (2D)
il . . fekm 4,553 Hol
gﬁi{%gweed 50m/min (1,990min™") Conventional o
HIELRA] KBMELIELRE ERTU—101%
Coolant Water-Soluble Chlorine-Free (10%)
R SRRY=V Yy (RBEORENE)  A-POT(IYRIILYvo) I HEREICH U TH SEOMAL
iachie Vertical Synchronized Machining Center A-POT (End Mill Shank) has achieved 1.5 times of durability versus conventional tool.
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. -I-ﬁmﬁiﬁimlt“ MQLEE’”"IE‘H‘E MQL possible with sufficient and stable coolant supply

ERITE H5007 hlIT# Cutting edge after tapping 500 hole
Tool A-SFT M8X1.25 2.5P

KA

Work Material s45¢C ‘ ACAC-F

TR ©6.8X24mm (D)

Drill Hole Size Blind

RUITRE

Tapping Lengﬁ\ 16mm (2D)

YIHLERE . .

Cutting Speed 30m/min (1,194min™)

BDRElRE MQL 50cc/h(PIER#E;H)

Coolant (Internal)

etk BRIV =V Ity s (BEBXDHIENRE)

Machine Horizontal Synchronized Machining Center

1> #%—2ZJU— Center through coolant hole 5007 T b ATFIBIELL

No significant damage was found even after tapping 500 holes.



”HI?‘_ 9 Cutting Data

. *Em”ul Threading in large hole

EATER

Tool A-SFT M36%X4 2.5P
HREA

Work Material 55400 SUS304
TR ©®32X70mm (LEb)
Drill Hole Size Blind
RUITRE

Tapping Length 54mm (1.5D)
HIEERE ; .
Cutting Speed 7m/min (62min™)
HIREIHA] KBMELIEIMA B3R T U —20f%
Coolant Water-Soluble Chlorine-Free (5%)
{sE PR [ s AV
Machine Horizontal Machining Center

?E;EEIDEI Conventio I]'%I::'
HHRUDINIA A—ITHD . EDDIFINTRRICKIDREDET

Visual reference of internal threads. Result may differ based on actual machining condition.

ERHRLDTUNDEEEEDSS400PSUSH#E
AKBMEHEITIN T AIAE

The use of water-soluble coolant is possible even in
difficult-to-machine materials such as SS400 and stainless
steels, which could not be achieved by conventional taps.

fERER Conventional Tap

SS400

SUS304

. ﬁﬁtiguwﬁztmaﬁ Chamfer length & durability

ERIR A-SFT M6X1
ool
Ll
Work Material 545¢C

/N ¢5x16mm (IED)
Drill Hole Size Blind
RUITRE
Tapping Length 12mm (2D)
CIHLERE . .
Cutting Speed 15m/min (796min")
SRl KB ELIELHHE BRI U — 1015
Coolant Water-Soluble Chlorine-Free (10%)
et MMRYZVTEYY
Machine Vertical Machining Center

BE1LSP@EE1,0007WUU L= NI T AT8E

The machining of over 1,000 holes is possible even with 1.5

chamfer length.

HDI/T;& Tapping Holes
5?0 1 ,900 1 ,5‘00 2,900 2,5‘00
)
2.5P 2,2007X Holes Still Running
8
1.5P 1,109 Holes Breakage
1m*iﬁzlll1'sp 12671 Holes WP-Out
Competitor




. ,J‘Emnul Threading in small hole

EATER

Tool A-SFT M2X0.4 2.5P

HREA

Work Material SUS304 545¢C
TR ¢1.6x4.5mm (lEb)

Drill Hole Size Blind
RUITRE

Tapping Leng?q 3mm (1.5D)

gﬁ?ﬂfieed 5m/min (800min™) 10m/min (1,600min") 30m/min (4,800min-")
HIREIHA] KBEIREME BRI U— 1015

Coolant Water-Soluble Chlorine-Free (10%)
et IRV ZVIEV Y (BERXDEEIENE)
Machine Vertical Synchronized Machining Center

H1 00["(”"1& Cutting edge after tapping 100 hole

S45C 30m/min

SUS304 5m/min

1R TSUS304 & S45CERENMTLAIAE
A single tap for stable machining in SUS304 and S45C.

. SU530402D %T\”ul Deep hole tapping (2D) in stainless steel

Efﬁlg‘ A-SFT M8x1.25 2.5P HMNIIEY Tapping Holes
400 800 1,200
R \ \ I
Work Material SUS304
TR ©$6.8x22mm (LED) '
Drill Hole Size Blind A-SFT 1,0005% Holes ﬁ%ﬂ;ﬁz}nmng
RQUITRE
Tapping Length 16mm (2D)
HIEERE : .
Cutting Speed 10m/min (398min")
Y]EaI AR R 7 U — 104 ftit & 57 Holes IR
Coolant Water-Soluble Chlorine-Free (10%) Competitor Breakage
et MWRYZU ItV Y (BEXDEEE)
Machine Vertical Synchronized Machining Center
2FVUADKABEINT THIRBED R .1,0007(”"1& Cutting edge after tapping 1,000 holes

High performance achieved in stainless steel with
water-soluble coolant.
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”HI?‘_ 9 Cutting Data

. %m 7_- _I \owhuI Processing of taper pipe threads

ERATE

Tool A-TPT PT"s-28 2.5P
REI

Work Material $S400 FCD400 SUS304
VA ¢8.2X16mm (&D)

Drill Hole Size Through
BEERE

Positionzof Gauge Plane 13mm

YIHEE : ..

Cutting Speed 5m/min (164min‘")

S HHE KB MEEDEIMA ER T U— 10
Coolant Water-Soluble Chlorine-Free (10%)
{SE PR URRY=U5tr% (BT30)
Machine Vertical Machining Center

FCD400

‘l,

SUS304

SHMEEBIC1007 VI TERDIBEFNEL. #ERD EIEE TH ol

The taper pipe tap was observed with minimal wear and can continue to be used even after tapping 100 holes in three different work materials.

. %m 7_- _’ \owhuI Processing with taper pipe taps

ERIR ATPT PT%-28 2.5P BN VEA Tapping Holes
20 40 60 80 100

Ll \ | | \
Work Material 55400
VAN ¢8.2x16mm (G&ED) . "
Drill Hole Size Through A-TPT 1007 Holes ﬁl:_‘iﬁliﬁu]rﬁl:\ing
BERNE
Positiondf)f Gauge Plane 13mm
HREIEREE . -
Cutting Speed 7m/min (230min‘")

| | »
A AGENETIER) ST U— 10f AR | gy e OBRUBLNK
Coolant Water-Soluble Chlorine-Free (10%) Competitor Galling
et Wy =—votry
Machine Horizontal Machining Center

it AN TR FIRR CTHOREMIH AT RE !
Stable performance can be achieved even under
conditions where the competitor's tool failed to process a
single hole.

ﬂﬂ*iﬁ:l': Competitor



. 15'5PH®”"I Tappingin 15-5PH

BATR A-SFTHL No.10-32UNF

ool

KA

Work Material 15-5PH H1025 40HRC / AMS5659
TR ®5X16mm (LED)

Drill Hole Size Blind
RUITRE

Tapping Length 10mm

SIRLERE : i

Cutting Speed 5m/min (275min™)
BRI KBMLIEIRA ER T U — 106
Coolant Water-Soluble Chlorine-Free (10%)
et MWRYZV IV (AHEXD#ERE)
Machine Vertical Synchronized Machining Center

AR DREMINATRE!

Stable processing is possible even in advanced materials

for aircraft!

HUIT\ﬁ Tapping Holes

2‘0 4‘0 6P 8‘0 1 ?0

ke
Still Running

1007 Holes

A-SFTHL

tIb<& Cutting Chips 1007V Cutting edge after tapping 100 holes

. ﬁ%ﬁ D %E'ﬂivy:ya“t ygw%% Benefit of machining center with synchronized feed and rotation

EMTR ASFT M6X 1 2.5P
ool
Gl
Work Material $45¢C

A @5x16mm (1ED)
Drill Hole Size Blind
RUITRE
Tapping Length 12mm (2D)
YIHLERE . .
Cutting ;eed 15m/min (796min")
BRI KBEYIHIHHF BRIV — 105
Coolant Water-Soluble Chlorine-Free (10%)
et IMRYZVTEYE
Machine Vertical Machining Center

ﬂUI/ﬁQﬁ Tapping Holes

| 590 1,900 1,5‘00 z,qoo 2,5‘00 3,900
A-SFT
Iﬁmﬁb 2,7987X Holes EERE
Synchronized Wear
Machining
A-SFT
J0-F4V5% 1,726 Holes

Floating Holder

ERETH 1,700 A LD HEREFRE DY, BERXD ZEAT DT ETEIFDMAUPH
AgEE o,

Over 1,700 holes can be processed by using a conventional machining center, but performance
can be further improved by using machining with synchronized feed and rotation.

mnI>—%

Cutting Data




huIi-“_ 9 Cutting Data

. 9 ‘y jmmal*?ﬂ”ul?;**% ! The tool life of a tap is determined by the drill used before tapping process!

ERTE

Tool A-POT M10X1.5
fRQUITRSE 19mm (i&@Db)

Tapping Length Through

HIELRE : .

Cutting Speed 20m/min (637min)

Ll

Work Material SUS304

BREHE] KBEIELRE ER T Y — 1015
Coolant Water-Soluble Chlorine-Free (10%)
et B Y= Jtr 5 (XD EERIE)
Machine Horizontal Synchronized Machining Center

ETRMIRVIVEIS Yy TIIIRBDEN

Difference in the number of tapped holes based on drill type used prior to threading

RIED2EADRUILTRIVEDF, ZD#%. A-POTTH v IIITZITolc,
ADO-SUSTOTRIUNTZT DI EICKD, ¥V ITDMAZEIFERATI,570ICEDT.

Two different drills were used before tapping process! Result demonstrates that with the use of
ADO-SUS, tool life of A-POT can be extended by as many as 1,570 holes.

*FIMIRUILIEEBICID, ¢8.5. TURE19mmGEDIV)
*Drills: 3D, 8.5, Depth of Hole 19mm (Through)

ADO-SUSRUJL : 70m/min (2,630min™), 526mm/min (0.2mm/rev)

3B RYUJL  : 60m/min (2,250min™), 450mm/min (0.2mm/rev)
Competitor's Carbide Drill

B 5y JiEEIRE
(3,5007X AN TES)

Wear on cutting edge after tapping 3,500 holes

FRICERL KU ALK Tapping Holes
Drill used befor tapping 3'900 4[900 5[900 6’0‘00
ADO-SUS 5,495 Holes i ADO-SUS 5/
Wear Drilled by ADO-SUS
iE L
7] | 3’9257{ Holes = Difference of 1,570 holes
cﬁ%i%%‘f%alr\bii}gm Breakage
ftbtt#ERE R U)LBER
Drilled by Competitor's Carbide Drill
. ey The A-Drill SUS-TIH #BE KU )L
A'Dl"l"@j :b‘?: (A ! Advantage ADO Carbﬁ Dﬁﬁ%rsus.T| ADO'SUS

ADO-SUSIF#BYIA A )Lik—ILEIR
“MEGA COOLER” £ C.

By adopting the new oil hole shape “MEGA COOLER,”
coolant flow velocity can be increased by 120%

UIRlhRItieE

Feed Rate of Coolant

BRI

Qil Hole

PAT.in Japan

MEGA COOLER 3F4 —IRI—H4HXBHDEREET T,
MEGA COOLER is a registered trademark of OSG Corporation.



. 9 ‘y j@mal;?r\”ul?i**% ! The tool life of a tap is determined by the drill used before tapping process!

bt A R UL TIHTI I ERIFIEDHKREVIEH Y v TOMADFRREIC

ERTE B} =
Tool A-POT M10x1.5 5%, —7. ADFTIIIYBEY v TOMAGEE Llco

. . With the use of a competitor's carbide general-purpose drill, large burrs were left resulting

—\-
-Epl;iﬁg-feiﬁ, 20mm %Obugh in instability of the after tapping process. With the ADF, on the other hand, stable tapping
performance can be achieved.
HIEERE : -
Cutting Speed 30m/min (955min)
)
Work Material 55400
SIRIHA] KB MLIELHA] ERTU— 1015
Coolant Water-Soluble Chlorine-Free (10%)
N *RIUNTRUILIEEBIC, 98.5, TURE20mmGEDIN)
EFFE B Y=Vt y 5 (AREDERERAE) “Drills: ¢35, Depth of Hole 20mm (Th’roﬁ';(t;) et
Machine Horizontal Synchronized Machining Center 50m/min (1,873min™), 318mm/min (0.17mm/rev)
IEFE K Ulbfa‘ﬂ'ﬂ?&ti&b‘ﬁwtbﬁ Damage comparison based on drill type used prior to threading .”HIE;,II Application

BISIREE

RIFE

Hole Exit

State of Damage

A%k
(20075 v TN TE)
Wear on cutting edge
after tapping 200 holes

ADF f£H

Drilled by ADF

I

.‘fﬁﬁﬁjﬁg Still Running }'J'ﬁlj'jc Chipping

ftb#LIM FREEHE R UL A

Drilled by Competitor's General Carbide Drill

i)
®
[a}
j=
c
=
£
=3
O

)
ik
H
=

T e

A-Drilloddngcn!

The A-Drill BEISY SRUIL ADF

Advantage Carbide Flat Drill

ADFIFENFERZT Sy NMCTDIET.

With a flat cutting edge geometry,

MEARUIL General Drills

tIElEH. A5 FAb—FHM@IC
ShITBHEEMIHRER,

cutting resistance can be reduced with thrust force concentrated in
one direction, enabling stable machining.

ADF (5Eim75v k)
ADF (flat cutting edge)




Z’ \04 5)"& ‘y 70 Spiral Fluted Tap

A-SFT

o g
e o e — N
| THiGTH | o ©
= B EEORE(8C) 2.5P. 1.5P, 1P S ¥
Chamfer Length
B 24 XRUAIRHULEYYBRERTT
The entire lineup of A-SFT is without external center on the screw side.
oy T AwNER
v P5
nbw*ﬁ%ﬁ M B{I:mm Unit:mm
SO SO Ak me | et | 28 ook WROB:\veoB| MBI M| SO
8325234 |M 14X 03 [STD |OH1 2.5P 34 | 6 - 3 2 11 |D|@®| 5550
8325239 /M 16X 035 |[STD |OH15 | 25P %6 | 7 — 3 2 125 |D | @| 5550
8325244 |M 17X 035 |STD |OH15 | 25P 36 | 8 - 3 2 135 |D | @| 5,160
8325249 STD | OH15 A|l@| 4100
8325630 STD+1 | OH2.5 | 2.5P ®| 4760
8325631 " ° %% Istpr2 |omss 40 32 10 ’ ? e p @ 4760
8327449 STD | OH15 | 1.5P ® | 4980
8325250 STD | OH1 ® 6450
8325632 |M 2 X 025 |STD+1 |OH2 2P 40 | 32 10 3 2 175 |D | @| 6,760
8327450 STD | OH1 1.5P ® 7,00
8325252 STD | OH2 ® | 5000
8325634 |M 2.2 X 045 |STD+1 |OH3 23F 42 | 36 11 3 2 175 | D | @ | 5230
8327452 STD | OH2 1.5P ® | 5480
8325253 STD | OH1 ® 7230
8325636 |M 2.2 X 0.25 |STD+1 | OH2 2P 42 | 36 11 3 2 195 |D | @| 7570
8327453 STD | OH1 1.5P ® 7960
8325254 STD | OH15 B|@| 3,960
8325638 | M 23x 04 |STD+1 |OH25 | 42 | 36 12 3 2 1.9 ® | 4500
8327454 STD  |OH15 | 1.5P P ® | 4670
8325259 STD | OH2 B|@®| 3700
8325640 STD+1 | OH3 2.5P ® | 4160
M 25X 045 44 | 36 13 3 2 2.05

8325641 STD+2 | OH4 D @ 4160
8327459 STD | OH2 1.5P ® 4370
8325262 ST |OH1S | ® | 5460
8325642 |M 25X 035 |STD+1 |OH25 44 | 36 13 3 2 215 |D | @] 5760
8327462 STD | OH15 | 1.5P ® 6010
8325264 STD | OH2 Jp A|l®@| 339
8325644 |M 2.6 X 045 |STD+1 |OH3 44 | 36 13 3 2 215 | | @] 389
8327464 STD | OH2 1.5P ® 4100

@ =1Z#EER @ =Standard stock item

| NEXT b




cchLLi!l

Key Point

A-SFTIFEYA XRUAIRHELEY FRRERTIDT.
TIUREISREDIFVINTICBHRET I,

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

which is ideal for applications with tight clearance at the bottom of the hole.

B{I:mm Unit:mm

=)L No. U HERED | BE | B | 2R |ofoRe | EToRe vryog| EH (ERVE | #B | s
EDP No. Thread Size Grade | TAP Limit oc LF THLGTH Ly DCON NOF | "iTmerts | Stock (Yen)
8325269 STD OH2 Al @® 2,840
8325650 STD+1 | OH3 2.5P [ 3,300
8325651 |M 3 X 0.5 STD+2 | OH4 46 4 19 4 3 25 P [ 3,300
8326711 STD OH2 1.5P B @ 3,230
8326811 STD OH2 1P D @ 3,500
8325272 STD OH2 [ 4,440
8325652 | M 3 X 0.35 |STD+1 | OH3 2P 46 4 19 4 3 265 |D | @ 4,690
8327472 STD OH2 1.5P [ ] 4,870 g
8325276 STD OH2 B @ 3,250 g:
8325654 M 3.5 X 0.6 STD+1 | OH3 25F 48 4.8 20 4 3 29 5 o 3,780 h&_’l
8327476 STD OH2 1.5P [ ] 3,870 R
8325279 STD OH2 5 5p o 5,000 ﬁ
8325655 |M 3.5 X 035 |[STD+1 | OH3 . 48 4.8 20 4 3 315 | D | @ 5,280 ;
8327479 STD |OH2 | 15P ® 5480 |
8325283 STD OH3 Al @® 2,820
8325660 STD+1 | OH4 2.5P o o 3,240
8325661 M 4 X 0.7 STD+2 | OH5 52 5.6 21 5 3 33 [ 3,240
8326714 STD OH3 1.5P B @ 3,150
8326814 STD OH3 1P D @ 3,410
8325286 STD OH2 [ 3,870
8325662 | M 4 X 0.5 STD+1 | OH3 2P 52 5.6 21 5 3 3.5 D | @ 4,070
8327486 STD OH2 1.5P [ 4,250
@ =1F4EEER @=Standard stock item

B 74 OVDERRAFp.2ZTE T, B See p.2 for explanation of icons.

B vV IMNAER ALK, DRVSIEp.56ZCE R, W See p.56 for shank square length(2k) and width (DRVS).

1. A5 [F 28R RUIEEERD Y v T HEEE T, 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.

2. 5V THEERORUBEZRIT DD TIEHDE A 2.Tap limit does not guarantee thread limit for the internal thread after tapping.

3EDDARRESHEMCTEALEIE, HRQUIEKRNS TIVDRETDIEEHGEDET 3. Stable feed control machines are recommended to avoid over size tapping.

DOTTEBETFE, 4. Regrinding is not recommended.
4. BB BEHLTBDbE A, 5. The recommended tap limit corresponds to JIS class 2 internal thread standard.
5. #EETIURIE. IBJIS2HRDIRUATT, (BISORIZICIELHRUIFERL) The recommended drill hole size that are not listed on JIS is as reference.

JISIEABICIEVDRUD TNEIG. SEETT.



Z’ \04 5)"& ‘y 70 Spiral Fluted Tap

A-SFT

P g
e o e e N Y
| THiGTH | o ©

= B EEORE(8C) 2.5P. 1.5P, 1P S ¥

Chamfer Length
" 2YAZRUAIRHULEYSBRERTY

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

om N SFPEE:I?
 FROM
nUUJ*E’x“E M 8fi7:mm  Unit:mm
Y—JLNo. :26) BERR | BE | B | 2R | ofoR ETOR: \vryo | EH | ERVE| mE | s

EDP No. Thread Size Grade | TAP Limit fc LF THLGTH LU DCON NOF dilholedia. | Stock (Yen)

8325287 STD OH2 ( 3,800
8325664 |M 4.5 X 0.75 STD+1 | OH3 25F 55 6 21 5 B 3.8 D @ 4,010
8327487 STD OH2 1.5P { 4,160
8325288 STD OH2 (] 4,500
8325665 |M 4.5 X 0.5 STD+1 | OH3 2P 55 6 21 5 3 4 D @ 4,730
8327488 STD OH2 1.5P ([ 4,940
8325290 STD OH3 Al ® 2,820
8325668 STD+1 | OH4 2.5P 5 ( 3,280
8325669 M 5 X 0.8 STD+2 | OH5 60 6.4 24 55 3 4.2 ([ J 3,280
8326717 STD OH3 1.5P B|l@® 3,190
8326817 STD OH3 1P { 3,440
8325293 STD OH2 ([ 4,040
8325673 M 5 X 0.5 STD+1 | OH3 25F 60 6.4 24 55 3 4.5 D @ 4,230
8327493 STD OH2 1.5P ([ J 4,440
8325295 STD OH2 ( 4,690
8325676 |[M 5.5 X 0.5 STD+1 | OH3 25F 60 7.2 25 5.5 B 5 D @ 4,920
8327495 STD OH2 1.5P ( 5,160
8325297 STD OH3 Al @® 2,900
8325678 STD+1 | OH4 2.5P ([ J 3,370
8325679 M 6 X 1 STD+2 | OH5 62 8 29 6 3 5 P ( 3,370
8326720 STD OH3 1.5P Bl @ 3,270
8326820 STD OH3 1P D @ 3,550
8325300 STD OH2 D B|l@® 3,740
8325680 (M 6 X 0.75 |[STD+1 | OH3 62 8 29 6 3 53 5 (] 4,230
8327500 STD OH2 1.5P ( 4,440

@ =1Z#EER @ =Standard stock item



cchLLa!

Key Point

A-SFTIFEYA XRUAIRHELEY FRRERTIDT.
TIUREISREDIFVINTICBHRET I,

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

which is ideal for applications with tight clearance at the bottom of the hole.

B :mm  Unit:mm

Y—JLNo. 224) BERED | BE | B | 2R ook | EToRe vryog| EE BERTE #E | s
EDP No. Thread Size Grade | TAPLimit 0c LF THLGTH W DCON NOF | "Seilmenced | srock (Yen)
8325302 STD OH2 o 4,500
8325681 |M 6 X 0.5 STD+1 | OH3 25F 62 8 29 6 3 5.5 D @ 4,730
8327502 STD OH2 1.5P [ 4,940
8325304 STD OH3 o 4,330
8325684 M 7 X 1 STD+1 | OH4 2P 65 12 33 6.2 3 6 D @ 4,580
8327504 STD OH3 1.5P o 4,760
8325305 STD OH2 [ ] 5,210
8325685 M 7 X 0.75 |STD+1 | OH3 2P 65 9 33 6.2 3 6.3 D @ 5,440 g
8327505 STD  |OH2 | 15p o 5720 [E
8325307 STD OH3 Al@® 3,780 E
8325688 STD+1 | OH4 2.5P 5  J 4,400 R
8325689 M 8 X 1.25 |STD+2 | OH5 70 15 37 6.2 3 6.8 ([ J 4,400 ﬁ
8326723 STD |OH3 | 1.5P B|®| 4280 B2
8326823 STD OH3 1P D @ 4,640 | IS
8325311 STD OH3 B|l @ 4,640
8325690 M 8 X 1 STD+1 | OH4 2P 70 12 37 6.2 3 7 o 5,230
8327511 STD OH3 1.5P P o 5,460
8325312 STD OH3 o 5,440
8325691 |M 8 X 0.75 |STD+1 |OH4 2P 70 12 37 6.2 3 7.3 D @ 5,700
8327512 STD OH3 1.5P ([ J 5,980
8325314 STD OH3 ([ 5,120
8325694 M 9 X 1.25 |STD+1 |OH4 2P 72 15 38 7 3 7.8 D @ 5,420
8327514 STD OH3 1.5P [ ] 5,610
@ =1F#7EER @=Standard stock item

B 74 JVDFBFp.2ZTE T, B See p.2 for explanation of icons.

B v OUAEET ALK, DRVSIEp.56 ZCE TS, M See p.56 for shank square length(2k) and width (DRVS).

1HBEM F2RDRQUEHERDS v T HEEE T, 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.

2. 5V THEERRORUBEZRILT DD TIEHDE A 2.Tap limit does not guarantee thread limit for the internal thread after tapping.

3EDDARRESHEMTERALETE, HRUIEKRNSTIVDRET DIEEHHDET 3. Stable feed control machines are recommended to avoid over size tapping.

DTTEETFEL, 4.Regrinding is not recommended.
4. BB BEHLTBDEE A, 5. The recommended tap limit corresponds to JIS class 2 internal thread standard.
5. EETIURE. [BJIS2#RORQUATT. (BISORBARICIELDRUIFERL) The recommended drill hole size that are not listed on JIS is as reference.

JISHEABICIEVDRUDTNEIG. SEETT,.

| NEXT )2

posid ®



Z’ \04 5)"& ‘y 70 Spiral Fluted Tap

A-SFT

P g
e o e e N Y
| THiGTH | o ©

= B EEORE(8C) 2.5P. 1.5P, 1P S ¥

Chamfer Length
" 2YAZRUAIRHULEYSBRERTY

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

om N SFPEE:I?
 FROM
nUUJ*E’x“E M 8fi7:mm  Unit:mm
Y—JLNo. :26) BERR | BE | B | 2R | ofoR ETOR: \vryo | EH | ERVE| mE | s

EDP No. Thread Size Grade | TAP Limit fc LF THLGTH LU DCON NOF dilholedia. | Stock (Yen)

8325315 STD OH3 ( 6,030
8325695 M 9 X 1 STD+1 | OH4 25F 72 12 38 7 3 8 D @ 6,340
8327515 STD OH3 1.5P { 6,660
8325316 STD OH3 (] 6,570
8325696 M 9 X 0.75 |STD+1 | OH4 2P 72 12 38 7 3 83 D @ 6,890
8327516 STD OH3 1.5P ([ 7,230
8325317 STD OH3 Al ® 4,600
8325700 STD+1 | OH4 2.5P 5 { 5,340
8325701 (M 10 X 1.5 STD+2 | OH5 75 18 41 7 3 8.5 ( 5,340
8326726 STD OH3 1.5P B|l@® 5,220
8326826 STD OH3 1P D @ 5,610
8325321 STD OH3 55p Al @® 4,600
8325702 STD+1 | OH4 D @ 5,340
8326729 Mo > 12 STD OH3 1.5P & " # ¢ 3 88 Bl @ 5,220
8326829 STD OH3 1P D @ 5,610
8325324 STD OH3 Bl @ 5,610
8325703 (M 10 X 1 STD+1 | OH4 25 75 15 41 7 B 9 ( 6,340
8327524 STD OH3 1.5P ° ( 6,660
8325325 STD OH3 ([ J 6,740
8325704 |M 10 X 0.75 STD+1 | OH4 2P 75 15 41 7 3 9.3 D @ 6,890
8327525 STD OH3 1.5P o 7,410
8325327 STD OH3 o 6,320
8325710 M 11 X 1.5 STD+1 | OH4 2P 80 18 48 8 3 9.5 D @ 6,640
8327527 STD OH3 1.5P { 6,930

@ =1Z#EER @ =Standard stock item



B :mm  Unit:mm

Y—JLNo. 220 BERE | BE | BN | 2 |68oR &T0Re | vrvog| Bf | BIE| mE | s
EDP No. Thread Size Grade | TAPLimit oc LF THLGTH LU DCON NOF | "Siihoetins |  Stock (Yen)
8325328 STD OH3 [ ] 7,660
8325714 M 11 X 1 STD+1 | OH4 2P 80 15 48 8 3 10 D @ 8,060
8327528 STD OH3 1.5P [ 8,420
8325329 STD OH3 o 8,420
8325715 |M 11 X 0.75 |STD+1 |OH4 2P 80 15 48 8 3 10.3 D @ 8,860
8327529 STD OH3 1.5P [ 9,240
8325330 STD OH4 Al@® 6,000
8325718 STD+1 | OH5 2.5P [ 6,980
8325719 |M 12 X 1.75 |STD+2 | OH6 82 21 48 85 3 10.3 P o 6,980
8326732 STD OH4 1.5P Bl @ 6,780
8326832 STD OH4 1P D @ 7,330
8325334 STD OH3 [ 6,000
8325720 (M 12 X 1.5 STD+1 | OH4 2P 82 18 48 85 3 10.5 5 o 6,980
8327534 STD OH3 1.5P [ 7,330 | IS
8325337 STD OH3 Al@® 6,000 E;
8325721 STD+1 | OH4 2P D @ 6,980 g
8326736 Miz 12 STD OH3 1.5P 8 8 8 8 > 108 Bl @ 6,780 JS\Q
8326836 STD OH3 1P D @ 7,330 ﬁ
8325340 STD | OH3 Jsp B|@®| 6860 ‘E
8325722 [ M 12 X 1 STD+1 | OH4 82 18 48 85 3 11 ([ J 7,750 | I
8327540 STD OH3 1.5P P ] 8,130
8325347 STD OH4 Al ® 8,600
8325730 | M 14 X 2 STD+1 | OH5 25F 88 24 48 10.5 3 12 o 9,970
8327547 STD OH4 1.5P P ® 10,500
8325350 STD OH3 Al @® 8,600
8325731 |M 14 X 1.5 STD+1 | OH4 2P 88 18 48 10.5 3 125 ([ 9,970
8327550 STD OH3 1.5P P ® 10500
8325352 STD OH3 [ 9,950
8325732 |M 14 X 1.25 |STD+1 | OH4 2P 88 18 48 10.5 3 12.8 D | @| 10,500
8327552 STD OH3 1.5P ® 11,000
@ =1F#7EER @=Standard stock item

B 74 OVDFHBEIFp2ZTE T, B See p.2 for explanation of icons.

B v OMUEENE LK, DRVSIEp.56ZCE e, M See p.56 for shank square length(2k) and width (DRVS).

1HEER [F2RDRQUERERD S v T HEBE T, 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.

2. 5V THEERRORUBEZRILT DD TIEHDE A 2. Tap limit does not guarantee thread limit for the internal thread after tapping.

3EDDARRESHEMTERLEIE, HRQUIEKRNSTIVDRET BIEEDHDET 3. Stable feed control machines are recommended to avoid over size tapping.

DOTTEETFE, 4. Regrinding is not recommended.
4. BB BEHLTBDFEE A, 5.The recommended tap limit corresponds to JIS class 2 internal thread standard.
5 HEETRRR. [BIIS28RORQUATT. (IBISOBAEICENDRUIFERL) The recommended drill hole size that are not listed on JIS is as reference.

JISHEARICIEVDRUDTNEIF. BEETT,

| NEXT )2

pocid 20



Z’ \04 5)"& ‘y 70 Spiral Fluted Tap

A-SFT

z
Lc o
O
= 0
kmwj o &
= BfFEEDRE(R0) 2.5P 1.5P, 1P -
Chamfer Length
n 2 A TRUAIRHLEYYBRERTT
The entire lineup of A-SFT is without external center on the screw side.
s AN SPEED
oMy 5
nu@*ﬁ%ﬁ M B :mm Unit:mm
Y—JLNo. 220) BERED | BE | B | 2R |ofoRe | EToRe vryog| EE BERVE | #E | s
EDP No. Thread Size Grade | TAPLimit 2c LF THLGTH L DCON NOF | "GiiToetta” | Stock (Yen)
8325354 STD OH3 @® 10,200
M14 X 1 2.5P 88 18 48 10.5 3 13 D
8325733 STD+1 | OH4 ® 10,700
8325355 STD OH3 ® | 12400
M15 X 15 2.5P 95 18 52 10.5 3 135 D
8325736 STD+1 | OH4 @® | 13,000
8325356 STD OH3 @® | 13,400
M15 X 1 2.5P 95 18 52 10.5 3 14 D
8325737 STD+1 | OH4 ® | 14,100
8325357 STD OH4 55p A|@®@ | 11,200
8325740 M 16 X 2 STD+1 | OH5 ' 95 24 52 12,5 3 14 b ® | 12900
8327557 STD OH4 1.5P ® | 13,500
8325360 STD OH3 . A @| 11200
8325741 |M 16 X 1.5 STD+1 | OH4 ' 95 18 52 12.5 3 14.5 5 ® 12900
8327560 STD OH3 1.5P @® 13,500
8325362 STD OH3 ® | 13,200
M16 X 1 2.5P 95 18 52 12,5 3 15 D
8325742 STD+1 | OH4 ® 13,800
8325364 STD OH3 ® 16400
M17 X 15 2.5P 100 18 55 13 3 15.5 D
8325745 STD+1 | OH4 ® 17,300
8325366 STD OH3 ® 18900
M17 X 1 2.5P 100 18 55 13 3 16 D
8325746 STD+1 | OH4 ® | 19600
8325367 STD OH5 . A | @ | 14700
8325749 |M 18 X 2.5 STD+1 | OHé6 ' 100 30 55 14 4 15.5 5 @® 17,100
8327567 STD OH5 1.5P ® 17,800
8325369 STD OH4 5 5p ® | 16400
8325750 |M 18 X 2 STD+1 | OH5 ' 100 24 55 14 4 16 D @| 17,300
8327569 STD OH4 1.5P @® | 18200

@ =1ZH£EER @ =Standard stock item



BT :mm  Unit:mm

Y—JLNo. 220) BERE | BE | BH | 28 |60k #T0Re | vrvog| B | BUTE| mE | @

EDP No. Thread Size Grade TAP Limit 2c LF THLGTH LU DCON NOF diill hole dia. Stock (Yen)
8325370 STD OH4 S Al @® 14,700
8325751 | M 18 X 1.5 STD+1 | OH5 ’ 100 24 55 14 4 16.5 D o 17,100
8327570 STD OH4 1.5P ([ 17,800
8325372 STD OH3 o 19,600

M18 X 1 2.5P 100 24 55 14 4 17 D
8325752 STD+1 | OH4 o 20,700
8325377 STD OH5 T Al @® 18,200
8325757 M 20 X 2.5 STD+1 | OH6 ’ 105 30 58 15 4 17.5 5 o 21,100
8327577 STD OH5 1.5P o 22,200
8325379 STD OH4 25p o 21,600
8325758 M 20 X 2 STD+1 | OH5 . 105 24 58 15 4 18 D @ 22,600
8327579 STD OH4 1.5P o 23,500
8325380 STD OH4 oE Al @® 18,200
8325759 M 20 X 1.5 STD+1 | OH5 ’ 105 24 58 15 4 18.5 b o 21,100
8327580 STD OH4 1.5P ® | 22,200 W=
8325382 STD OH3 ([ 23,000 z
M20 X 1 2.5P 105 24 58 15 4 19 D =
8325760 STD+1 | OH4 ([ 24,100 1:
8325387 STD OH5 P Al @® 23,300 Q:\\
8325763 |M 22 X 2.5 STD+1 | OH6 i 115 30 63 17 4 19.5 D ( } 26,700 ﬁ
8327587 STD OH5 1.5P o 28,000 :
8325389 STD OH4 5 5p o 27,400 N
8325764 |M 22 X 2 STD+1 | OH5 . 115 24 63 17 4 20 D @ 28,800
8327589 STD OH4 1.5P o 30,100
8325390 STD OH4 T Al @ 23,300
8325765 | M 22 X 1.5 STD+1 | OH5 ’ 115 24 63 17 4 20.5 b ( } 26,700
8327590 STD OH4 1.5P ([ 28,000
8325392 STD OH3 [ 28,800
M22 X 1 2.5P 115 24 63 17 4 21 D
8325766 STD+1 | OH4 o 30,300
8325397 STD OH5 25p Al @® 29,000
8325769 |M 24 X 3 STD+1 | OH6 ’ 120 36 66 19 4 21 b o 33,500
8327597 STD OH5 1.5P o 35,200
@ =1F#EEMR @=Standard stock item
B 74 OVDERRAFp.2ZTE T, B See p.2 for explanation of icons.
B vV IAERT ALK, DRVSIEp.56 ZCE R, W See p.56 for shank square length(2k) and width(DRVS).
1LAEEM (32RO UIBEEEIRDSY v T HIEEE T, 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2. 9V THEERRORUBEZRIT DD TIEHDE A 2. Tap limit does not guarantee thread limit for the internal thread after tapping.
3EDDRRESHEMCTHERLEIE, HRQUILA NS TIVHRET ZIEENHDET 3. Stable feed control machines are recommended to avoid over size tapping.
DTTEETEL, 4. Regrinding is not recommended.
4. BIRBREBEDLTBDEEA. 5.The recommended tap limit corresponds to JIS class 2 internal thread standard.
5. EETIUR. [BJIS2#RORQUATT. (IBISORAEICIELDRUIFERL) The recommended drill hole size that are not listed on JIS is as reference.

JISHEARICIEVDRUDTNEIF. BEETT,

| NEXT )2

pocid 22]



Z’ \o’f 5)"9 ‘y 70 Spiral Fluted Tap

A-SFT
TS S e

THLGTH K ©

LU K
= REFEEORE(8c) 2.5P, 1.5P. 1P -

Chamfer Length

» 2/ TRUAIRBLEYFRERTYT

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

- KRN e

v 45 P5

N FROM |
nUU)EﬁE M B4 :mm Unit:mm

CPM

=)L No. 220) BERED | BE | B | 2R |ofoRe | EToRe vryog| EE BERVE | #E | s
EDP No. Thread Size Grade | TAPLimit 2c LF THLGTH L DCON NOF | "GiiToetta” | Stock (Yen)
8325399 STD OH4 5 5p ([ 34,400
8325770 |M 24 X 2 STD+1 | OH5 . 120 24 66 19 4 22 D @ 36,000
8327599 STD OH4 1.5P o 37,800
8325400 STD OH4 Sisp Al @ 29,000
8325771 |M 24 X 1.5 STD+1 | OH5 ' 120 24 66 19 4 22.5 b ([ 33,500
8327600 STD OH4 1.5P ([ 35,200
8325402 STD OH3 o 37,100

M24 X 1 2.5P 120 24 66 19 4 23 D
8325772 STD+1 | OH4 o 38,900
@ =1Z¥FER @=Standard stock item

B 7 IVDFHRAFp.2ZCE TEL, B See p.2 for explanation of icons.

B vV OMAEER ALK, DRVSIEp.56 2T E T, M See p.56 for shank square length(2k) and width(DRVS).
1LHEEE ([F2RORUBHERDY v ITHEBETY. 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2. 9V TEEIRORUBEZRILETDHDTIFHDFEE A, 2. Tap limit does not guarantee thread limit for the internal thread after tapping.
LEDDAREGHEMCTEALETE HRUIMANSTIVDHETDHEEDHDET 3. Stable feed control machines are recommended to avoid over size tapping.

DTTERETEL, 4. Regrinding is not recommended.

4. BIFERFSEDLTBDE A 5.The recommended tap limit corresponds to JIS class 2 internal thread standard.
5. HEETIURIE, [BIIS2#RDRCATT, (IHJISOFBAEICTFEVDHRUIEERL) The recommended drill hole size that are not listed on JIS is as reference.

JISIABICIEVDRUD TR BEETT,

cohuLLna!l

Key Point

*EEEBEJ”"I%'; For the machining of large parts

1. RLWBRERHUICKD. FIDLKLTF ST ILZERALE!

Long flute and overhang length geometry minimizes chip evacuation troubles!
- 2R RODDINHE
« Total length : DIN standard (longer than conventional)
C VYYD L RERED DIISERE
« Shank: JIS standard (conventional)
2. UM T CTRIBZRALE !
Half thread ground off to prevent chipping!
3. A IUR—IUE!  RERHEIR" & SRS iR ERBE . EB55DREMTIHTRETY .
Available with internal coolant holes! Capable of machining large components, which are difficult to feed coolant to
the work area. Stable machining can be ensured with both internal and external coolant supply. =

8

JIsHEgER DINMEER
JIS standard overall length DIN standard overall length




Z’ \04 5 } I/ 9 ‘y 70 (*ﬂgﬂﬁlﬂ”ulm) Spiral Fluted Tap (for Threading Large Diameter Holes)

A-SFT

(-
THLGTH m ©

=
o
DCON

o LU S
= BIIEHDRS (L) 2.5P —
Chamfer Length
n 2HAXRUAIRBELEYIRERTT
The entire lineup of A-SFT is without external center on the screw side.
N AN SPEED
HSSE v 45 F;E)_D
190@@% M BA:mm  Unit:mm
=)L No. 220) il EERED | HE | 2R | oUB0RS | ETORS | vryog | Bl | ERTNR | mE | imefil
EDP No. Thread Size O  Grade | TAPLimit LF THLGTH L DCON NOF | MiMoeds |  Stock (Yen)
8326605 M 27 X 3 Yes STD OH5 160 36 79 20 4 24 Bl @ 41,600
8326608 | M 27 X 1.5 Yes STD OH4 140 24 79 20 4 25.5 D | @ 44,800
8326614 | M 30 X 3.5 Yes STD OH5 180 42 88 23 4 26.5 B|l@ 51,600
8326615 M 30 X 3 Yes STD OH5 180 36 88 23 4 27 D | @ 55,500
8326618 | M 30 X 1.5 Yes STD OH4 150 36 88 23 4 28.5 D @ 55,500
8326624 | M 33 X 3.5 Yes STD OH5 180 42 95 25 4 29.5 B|l@ 67,500
8326625 M 33 X 3 Yes STD OH5 180 36 95 25 4 30 D @ 73,000
8326628 | M 33 X 1.5 Yes STD OH4 160 36 92 25 4 31.5 D | @ 73,000 %
8326633 M 36 X 4 Yes STD OH6 200 48 104 28 4 32 Bl @ 74,500 ;“3
8326635 M 36 X 3 Yes STD OH6 200 36 104 28 4 33 D | @ 80,200 ,ﬁ
8326638 | M 36 X 1.5 Yes STD OH4 170 36 97 28 4 345 D @ 80,200 6\\
8326643 M 39 X 4 Yes STD OH6 200 48 112 30 4 35 B|l@ 89,300 ﬁ
8326652 M 42 X 45 Yes STD OH6 200 54 118 32 4 37.5 B | @ | 110,000 :
8326655 M 42 X 3 Yes STD OH6 200 48 118 32 4 39 D | @ | 119,000 N
8326658 | M 42 X 1.5 Yes STD OH4 170 48 88 32 4 40.5 D | @ | 119,000
8326659 | M 45 X 45 Yes STD OH6 220 54 128 35 4 40.5 D | @ | 150,000
8326661 M 48 X 5 Yes STD OH6 250 60 137 38 4 43 B | @ | 156,000
8326665 M 48 X 3 Yes STD OH6 225 48 137 38 4 45 D | @ | 168,000
8326668 | M 52 X 5 Yes STD OH7 250 60 147 42 4 47 B | @ | 198,000
8326670 | M 56 X 5.5 Yes STD OH8 250 66 153 44 4 50.5 B | @ | 224,000
@ =1Z£EER @=Standard stock item
B A OVDFHBIEp.2ZCE T, M See p.2 for explanation of icons.
B v OMUEENE LK, DRVSIEp.56 ZCE a0, M See p.56 for shank square length(2k) and width (DRVS).
1LAEEM (32RO RUIBEHEIRDSY v T HEEE T, 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2. 5V THEERRORUBEZRIIT DD TIEHDE A 2. Tap limit does not guarantee thread limit for the internal thread after tapping.
3EDDARRESHEMTERALEIE, HRQUIERNS TIVDRET DIEEHHDOET 3. Stable feed control machines are recommended to avoid over size tapping.
DTTERTEL, 4. Regrinding is not recommended.
4. BB BEHLTBDEE A, 5.The recommended tap limit corresponds to JIS class 2 internal thread standard.
5. EETIUR. [BJIS2#RORQUATT. (BISORBARICIELDRUIFERL) The recommended drill hole size that are not listed on JIS is as reference.

JISIEABICIEVDRUDTNEIG. BSEETT,



Z’ \04 5)"& ‘y 70 D ya“y -\7 ya Spiral Fluted Tap with Long Shank

A-LT-SFT

£c é
- 8 ©
| THLGTH | o S
LU L
» BIEHDRSE(Lc) 2.5P —
Chamfer Length
n 2/ TRUAIRBELEYIRERTT
The entire lineup of A-SFT is without external center on the screw side.
s AN SPEED
oMy 5
nUUJ*E’x*E M B4 :mm Unit:mm
Y—JLNo. 220) BERE | WBE | 2R | 6foRe | BToRr | vrvom | #EEm | BUTR | mm | mmig
EDP No. Thread Size Grade TAP Limit LF THLGTH LU DCON NOF diill hole dia. Stock (Yen)
8326202 | M2 X04 X 80| STD OH1.5 80 3.2 10 3 2 1.6 D| @ 10,700
8326201 | M2 X0.25 X 80| STD OH1 80 3.2 10 3 2 1.75 D @ 16,400
8326204 | M2.2 X0.45 X 80| STD OH2 80 3.6 11 3 P 1.75 D @ 11,300
8326203 | M2.2 X0.25 X 80| STD OH1 80 3.6 11 3 2 1.95 D @ 18,100
8326205 | M2.3 X04 X 80| STD OH1.5 80 3.6 12 3 P 1.9 D @ 9,020
8326207 | M2.5 X045 X 80| STD OH2 80 3.6 13 3 2 2.05 D @ 8,160
8326206 | M2.5 X035 X 80| STD OH1.5 80 3.6 13 3 2 2.15 D @ 12,500
8326208 | M2.6 X045 X 80| STD OH2 80 3.6 13 3 2 2.15 D @ 7,480
8326210 | M3 X0.5 X100| STD OH2 100 4 19 4 3 25 D @ 6,030
8326209 M3 X0.35 X100| STD OH2 100 4 19 4 3 2.65 D @ 8,570
8326212 | M3.5 X0.6 X100| STD OH2 100 4.8 19 4 3 29 D @ 6,300
8326211 | M3.5 X0.35 X100 | STD OH2 100 4.8 19 4 3 3.15 D | @ 9,790
8326214 |M4 X0.7 X100| STD OH3 100 5.6 21 5 3 33 D @ 5,530
8326213 [M4 X0.5 X100| STD OH2 100 5.6 21 5 3 35 D | @ 7,280
8326216 | M4.5 X0.75 X100 | STD OH2 100 6 21 5 3 3.8 D | @ 6,400
8326215 | M4.5 X0.5 X100| STD OH2 100 6 21 5 3 4 D | @ 8,020
8326218 |M5 X0.8 X100| STD OH3 100 6.4 24 55 3 4.2 D| @ 4,940
8326217 |M5 X0.5 X100| STD OH2 100 6.4 24 5.5 3 4.5 D | @ 6,240
8326219 | M5.5 X0.5 X100 STD OH2 100 7.2 25 55 3 5 D |l @ 7,020
8326222 X100 100 o 5,080
M6 X1 STD OH3 —— 8 29 6 3 5 D
8326223 X150 150 o 6,760
8326220 X100 100 [ ] 5,890
M6 X0.75 STD OH2 +—— 8 29 6 3 53 D
8326221 X150 150 o 8,210
8326226 X100 100 o 6,140
M7 X1 STD OH3 1 12 33 6.2 3 6 D
8326227 X150 150 o 8,300

@ =1ZH£EER @ =Standard stock item




B :mm  Unit:mm

¥—JLNo. 220) BERE | BE | 28 |AU¥0R | BTORC | vevug | By | BEUE | mm | e
EDP No. Thread Size Grade TAP Limit LF THLGTH L DCON NOF iy Stock (Yen)
8326224 X100 100 o 7,540
M7 X0.75 STD OH2 9 33 6.2 3 6.3 D
8326225 X150 150 @ 10,700
8326232 X100 100 o 5,980
M8 X1.25 STD OH3 15 37 6.2 3 6.8 D
8326233 X150 150 @ 8,060
8326230 X100 100 @ 6,680
M8 X1 STD OH3 12 37 6.2 3 7 D
8326231 X150 150 ® 9,340
8326228 X100 100 o 7,300
M8 X0.75 STD OH3 12 37 6.2 3 7.3 D
8326229 X150 150 o 10,300
8326238 X100 100 o 6,870
————1 M9 X1.25 STD OH3 —— 15 38 7 3 7.8 D ———
8326239 X150 150 (] 9,590
8326236 X100 100 o 7,940
M9 X1 STD OH3 12 38 7 3 8 D
8326237 X150 150 o 11,500
8326234 X100 100 o 8,660 &
M9 X0.75 STD OH3 12 38 7 3 8.3 D ®
8326235 X150 150 o 12,800 E
8326246 X100 100 o 6,760 g
M10 X1.5 STD OH3 18 41 7 3 8.5 D N
8326247 X150 150 o 9,430 N
'y
8326244 X100 100 o 6,760 =2
M10 X1.25 STD OH3 15 41 7 3 8.8 D )\
8326245 X150 150 o 9,430 A%
8326242 X100 100 o 7,620 R
M10 X1 STD OH3 15 41 7 3 9 D
8326243 X150 150 o 11,000
8326240 X100 100 (] 8,860
M10 X0.75 STD OH3 15 41 7 3 9.3 D
8326241 X150 150 [ ) 13,000
8326252 X100 100 (] 7,690
M11 X1.5 STD OH3 18 48 8 3 9.5 D
8326253 X150 150 o 11,300
8326292 X100 100 @ 8,800
M11 X1.25 STD OH3 15 48 8 3 9.8 D
8326293 X150 150 o 14,300
8326250 X100 100 (] 9,340
M11 X1 STD OH3 15 48 8 3 10 D
8326251 X150 150 o 14,200
8326248 X100 100 ( J 10,300
M11 X0.75 STD OH3 15 48 8 3 10.3 D
8326249 X150 150 (] 15,900
@ =1Z4EER @=Standard stock item
B A JVDFHBIEp.2ZCE TS, M See p.2 for explanation of icons.
B v OMUEENE LK, DRVSIEp.56 ZCE TS, M See p.56 for shank square length(2k) and width (DRVS).
1LHER  (F2RORUBSEIRDSY v T HEEE T, 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2. 5V ITHEERRORUBEZRILT2DDTIEHDFIE A 2.Tap limit does not guarantee thread limit for the internal thread after tapping.
BEDDARRESHMTERALFITE, HRUILMANS I IVHHET BEEDHDFT 3. Stable feed control machines are recommended to avoid over size tapping.
DTTEETEL, 4.Regrinding is not recommended.
4. BIBRESEDLTEDERA. 5.The recommended tap limit corresponds to JIS class 2 internal thread standard.
5. R TIURIE. [BIIS28RHRQUATY. (HISOMAEICELHRUFERLS) The recommended drill hole size that are not listed on JIS is as reference.
JISHAEICIEVDRUDTIEF. BEETT. m

pocid 20)



Z’ \04 albg ‘y 70 D ya“y -\7 ya Spiral Fluted Tap with Long Shank

A-LT-SFT

£c é
- 8 ©
| THLGTH | o S
LU L
» BIEHDRSE(Lc) 2.5P —
Chamfer Length
n 2/ TRUAIRBELEYIRERTT
The entire lineup of A-SFT is without external center on the screw side.
s AN SPEED
oMy 5
nuwﬁﬁﬁ M B4 :mm Unit:mm
Y—JLNo. 220) BERE | WE | 2R | 6ok | BToRy | vrvog | #EEm | BUTR | gm | mmig
EDP No. Thread Size Grade TAP Limit LF THLGTH LU DCON NOF drilhole dia. Stock (Yen)
8326260 X100 100 () 7,790
M12 X1.75 STD OH4 —— 21 48 8.5 3 10.3 D
8326261 X150 150 o 11,200
8326258 X100 100 o 7,790
M12 X1.5 STD OH3 ————— 18 48 8.5 3 10.5 D
8326259 X150 150 o 11,200
8326256 X100 100 o 7,790
M12 X1.25 STD OH3 —— 18 48 8.5 3 10.8 D
8326257 X150 150 o 11,200
8326254 X100 100 o 8,860
M12 X1 STD OH3 ———— 18 48 8.5 3 11 D
8326255 X150 150 o 13,000
8326265 | M14 X2 X150 STD OH4 150 24 50 10.5 3 12 D | @ 14,900
8326264 | M14 X1.5 X150 STD OH3 150 18 50 10.5 3 125 D | @ 14,900
8326263 | M14 X1.25 X150 STD OH3 150 18 50 10.5 3 12.8 D | @ 18,200
8326262 | M14 X1 X150 STD OH3 150 18 50 10.5 3 13 D| @ 18,600
8326267 | M15 X1.5 X150 STD OH3 150 18 52 10.5 3 13.5 D | @ 17,800
8326266 | M15 X1 X150 STD OH3 150 18 52 10.5 3 14 D | @ 19,200
8326270 X150 150 () 15,800
M16 X2 STD OH4 —— 24 56 12.5 3 14 D
8326271 X200 200 () 19,100
8326269 | M16 X1.5 X150 STD OH3 150 18 56 12.5 3 14.5 D |l @ 15,800
8326268 | M16 X1 X150 STD OH3 150 18 56 125 3 15 D | @ 18,900
8326273 | M17 X1.5 X150 STD OH3 150 18 58 13 3 15.5 D |l @ 23,500
8326272 | M17 X1 X150 STD OH3 150 18 58 13 3 16 D | @ 26,900
8326277 | M18 X2.5 X150 STD OH5 150 30 64 14 4 15.5 D | @ 19,500
8326276 | M18 X2 X150 STD OH4 150 24 64 14 4 16 D @ 22,300
8326275 | M18 X1.5 X150 STD OH4 150 24 64 14 4 16.5 D | @ 19,500
8326274 | M18 X1 X150 STD OH3 150 24 64 14 4 17 D | @ 28,200

@ =1ZH£EER @ =Standard stock item




I DHRA Y S(ERFFIRNDEE)

Points of tapping (effect of attachment runout)

‘BT FHRNZIFEI T 5 ETREMINAIFET I,

Stable tapping can be ensured by controlling the attachment runout.

EATE WETFIEN EMAEY Attachment runout and number of holes
Tool A-LT-SFT M2X0.4X80
HEI S45C ﬂﬁﬁﬂ%ﬂl (/HQ) Number of Holes
Work Material 45 0 20 40 60 80 100 120
(mm) | | | | | I |
i O 15m/min (2,400min"")
Ty & 0. HksEE]
DriIIin;:HoIe Size 1.6mm 'IT; 0.04 Still Running
]
RQUITRE -
Tappiﬁ’é Leng‘;—h 3mm (1.5D) 3
IERHUE 2
Overh7:ng Lerﬁth 60mm 0.15=
SIREIHA] KBELIEIME ERTU— 1015
Coolant Water-Soluble Chlorine-Free (10%)
SeratstAL umey=2otvy B RN LS HED 540mm (HECHE LI 60T .
Machine Vertical Machining Center Eﬂ:tta}c’ﬁment ru,nout is tﬂﬁlue?neasr\?riz {a—tJaLpoin-%iEut 40mm away from the end face of the holder.
g
B{I:mm Unit:mm ;;
Y—Jb No. 220) BERE | BE | 2R |80k | EToRe |vrvog | Ba | BETR | mm | mems |
EDP No. Thread Size Grade TAP Limit LF THLGTH L DCON NOF et Stock (Yen) ~
8326281 X150 150 ® | 23800 | RN
M20 X2.5 STD OH5 30 70 15 4 17.5 D AN
8326282 X200 200 { ] 28,200 R
8326280 | M20 X2 X150 STD OH4 150 24 70 15 4 18 D @ 29,000 :
8326279 | M20 X1.5 X150 STD OH4 150 24 70 15 4 18.5 D @ 23,800 N
8326278 | M20 X1 X150 STD OH3 150 24 70 15 4 19 D @ 31,400
8326286 | M22 X2.5 X150 STD OH5 150 30 76 17 4 19.5 D @ 26,900
8326285 | M22 X2 X150 STD OH4 150 24 76 17 4 20 D @ 33,000
8326284 | M22 X1.5 X150 STD OH4 150 24 76 17 4 20.5 D @ 26,900
8326283 | M22 X1 X150 STD OH3 150 24 76 17 4 21 D | @ 35,200
8326290 X150 150 @ 36,000
M24 X3 STD OH5 36 83 19 4 21 D
8326291 X200 200 (] 41,400
8326289 | M24 X2 X150 STD OH4 150 24 83 19 4 22 D | @ 38,700
8326288 | M24 X1.5 X150 STD OH4 150 24 83 19 4 22.5 D | @ 36,000
8326287 | M24 X1 X150 STD OH3 150 24 83 19 4 23 D | @ 42,200
@ =1F#EER @=Standard stock item
B 74 JVDFBFp.2ZTE T, M See p.2 for explanation of icons.
B vV IMNAER ALK, DRVSIEp.56 ZCE R, W See p.56 for shank square length(2k) and width (DRVS).
1LIEEM (32RO UIBHEIRDSY v T HEEE T, 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2. 5V THEERORUBEZRIT DD TIEHDE A 2. Tap limit does not guarantee thread limit for the internal thread after tapping.
BEDDARRESHMTERALEITE, HRUIMKNSTIVDRET DIHEEHHDET 3. Stable feed control machines are recommended to avoid over size tapping.
DTTERETEL, 4. Regrinding is not recommended.
4. BB BEHLTBDEE A, 5.The recommended tap limit corresponds to JIS class 2 internal thread standard.
5. EETIURE. IBJIS2#RORQUATT. (BISORBARICIELDRUIFERL) The recommended drill hole size that are not listed on JIS is as reference.

JISFEABICIEVDRUDTNEIF. SEETT,

pocid 2¢)



Z’ \o’ralbg‘y 70 (Iy FE”I:J'\"ya) Spiral Fluted Tap (End Mill Shank)

IVRINWNY YV II1TE @RV IOY v THS VY —ZXER—RDY vV I ZFRABLTVE T,
- A-SFT with end mill style shank uses the same shank shape as OSG's HS (high speed) synchro tap series.
SHIVEL

without Coolant Hole _2_%

|
S f . S
THLGTH y

DCON

£k
LU S
» BIEHDRSE(Lc) 2.5P F
Chamfer Length P -
n 2 A TRUAIRHLEYYBRERTT with Coolant Hole £, g

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

= NN WO 50

i i s i RN

oMy 45 w7 F;ESD THLGTH *
LU OQ‘
LF
GUU)E’%‘E M Bfi:mm Unit:mm
Y—JLNo. 220) il BERE | B | 2R | oUBoR: | BTORT | vrvog | BM | BERTE | #mm | imei
EDP No. Thread Size I  Grade | TAPLimit LF THLGTH L DCON NOF hoeds” | Stock (Yen)
8325900 M 3 X05 - 4 - STD OH3 46 4 19 4 3 2.5 D @ 3,470
8325901 | M 4 X0.7 - 6 = STD OH3 52 5.6 21 6 3 3.3 D | @ 3,410
8325902 ' M 5X08 - 6 - STD OH3 60 6.4 24 6 3 4.2 D | @ 3,440
8325903 = o 3,520
M 6 X1 - 6 STD OH3 62 8 29 6 3 5 D
8326951 Yes o 6,530
8326952 | M 6 X 0.75 - 6| Yes STD OH3 62 19 29 6 3 5.3 D| @ 7,430
8325904 = o 4,640
M 8 X125 - 8 STD OH4 70 15 37 8 3 6.8 D
8326953 Yes o 7,890
8326954 M 8 X 1 - 8| Yes STD OH3 70 22 37 8 3 7 D @ 8,750
8325906 = (] 5,590
M10 X15 - 8 STD OH4 75 18 41 8 3 8.5 D
8326955 Yes o 9,050
8325905 - (] 5,590
M10 X125 - 8 STD OH4 75 15 41 8 3 8.8 D
8326956 Yes (] 9,050
8325907 = o 7,330
M12 X 1.75 - 10 STD OH4 82 21 48 10 3 10.3 D
8326957 Yes ® | 11,000
8326958 | M 12 X 1.5 -10]| Yes STD OH4 82 18 48 10 3 10.5 D| @ | 11,000
8326959 |[M 12 X 1.25 - 10| Yes STD OH4 82 18 48 10 3 10.8 D | @| 11,000
8325908 | M 14 X 2 -12 - STD OH5 88 24 48 12 3 12 D | @| 10500
@ =124 ER @ =Standard stock item
B 74 IVDFHBRAFp.27ZTE TEW, W See p.2 for explanation of icons.
B v OAERTE LK, DRVSIEp.56 ZCE R, W See p.56 for shank square length(2k) and width (DRVS).
1. IVRINWYvPVIRIEIVY MRILY. S —UVIRILIEECRHBUTVE T H, 1. Although taps with end mill shank are compatible with a collet holder, milling
FHDIEHERILY ZSERATEL, holder and etc., use a holder with a detent.
2. 56BN IERERRBETEEEED DEFEDEEFIRE U 28AEZ IR0 2.The recommended tap limit corresponds to JIS class 2 internal thread standards
VI HREETY, only if combination of maintaining the high accuracy and complete synchronous
3. Y VT REEIRDRUBEZRIETDODTIEHDEE A, feed is applied.
4 EDDAREGEMTERLETE, DRUIMARS TILHRETDHBEDHOET 3.Tap limit does not guarantee thread limit for the internal thread after tapping.
DTTEETEL, 4, Stable feed control machines are recommended to avoid over size tapping.
5. BIEFSEDLTEBDE A 5.Regrinding is not recommended.
6. R TURIF, [HIIS28RHRQUATT. (BISOMEICIELHRUIFIRL) 6. The recommended tap limit corresponds to JIS class 2 internal thread standard.
JISIRIBICIEVSHRUDTNREF. SEETTI, The recommended drill hole size that are not listed on JIS is as reference.

CENVVR! TYRILY vV IBARICBDEAANR—IL I EESBOBIET.
. 4 S 2 (MQL) 18 E (T3 A JUR—IUASE Gyl © Yes) ZHELE T,

Choose end mill shank with oil hole based on usage. For mist (MQL) and similar machining environment,
oil hole type (those marked with "yes" in the chart above) is recommended.

8
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Z’t{a)bg‘y 70 Dyﬁ‘y'\"ya(Iy FE“I:J‘\"ya) Spiral Fluted Tap with Long Shank (End Mill Shank)

IVRINWY PV I TR BRYYIOY YITHS VY —XEF—RDY v = RALTVE T,
- - A-SFT with end mill style shank uses the same shank shape as OSG's HS (high speed) synchro tap series.

P4
£c o
o
a
e T e e
THLGTH o ©
LU QQ‘
» BYEEDRE (L) 2.5P -
Chamfer Length
2/ XRUAIRHULEYYBRERTT
The entire lineup of A-SFT is without external center on the screw side.
EEEE AN T | SPEED
o N Ve G @
ﬁU@Eﬁ M BT :mm  Unit:mm
=)L No. 220) BERE | BE | 2R | 680k | BToRe |vrvog | ma | BUTE | mm | msls
EDP No. Thread Size Grade TAP Limit LF THLGTH LU DCON NOF drillhole dia. Stock (Yen)
8326500 X100- 4 100 o 6,660
M 3x05 —— STD OH3 4 19 4 3 2.5 D
8326520 X150- 4 150 ([ 9,480
8326501 X100- 6 100 ([ 6,070
M 4X07 — STD OH3 5.6 21 6 3 33 D
8326521 X150- 6 150 ([ 8,340
8326502 X100- 6 100 o 5,420
M 5X08 —— STD OH3 6.4 24 6 3 4.2 D
8326522 X150- 6 150 o 7,770
8326503 X100- 6 100 o 5,570
8326523 |M 6 X1 X150- 6| STD OH3 150 8 29 6 3 5 D @ 7,460 %
8326524 X200~ 6 200 ®| 9770 =
8326504 X100- 8 100 ) 6,570 n&
8326525 |M 8 X1.25 X150- 8| STD OH4 150 15 37 8 3 6.8 D| @ 8,860 6\\
8326526 X200~ 8 200 ® | 11200 | S
8326506 X100- 8 100 41 o 7,460 :
8326527 |M10 X1.5 X150- 8| STD OH4 150 18 60 8 3 8.5 D @ 10,400 N
8326528 X200- 8 200 80 o 12,100
8326505 X100- 8 100 41 o 7,460
8326529 |M10 X1.25 X150- 8| STD OH4 150 15 60 8 3 8.8 D| @ 10,400
8326530 X200- 8 200 80 o 12,100
8326507 X100-10 100 48 o 8,600
8326531 |[M12 X1.75 X150-10| STD OH4 150 21 60 10 3 10.3 D @ 12,300
8326532 X200-10 200 80 o 14,700
8326508 X150-12 150 50 o 16,400
M14x2 — STD OH5 24 12 3 12 D
8326533 X200-12 200 80 o 18,200
8326509 X150-16 150 o 17,300
M16 X2 — STD OH5 24 60 16 3 14 D
8326534 X200-16 200 ([ 20,900
8326510 X150-16 150 75 o 26,200
M20 Xx25 — STD OH5 30 16 4 17.5 D
8326535 X200-16 200 80 o 31,400
8326511 X150-20 150 o 38,900
M24x3 —— SID OH5 36 90 20 4 21 D
8326536 X200-20 200 o 44,800
@ =1Z#EER @=Standard stock item
BERALEDOTERFP.29ZTESRTEL, W Please refer p.29 for notes/precaution of usage.

pocid D



Z’ \o’f 5)"& ‘y 70 Spiral Fluted Tap

A-SFT

t z
e o e — N
| THiGTH | o ©

= BfFEEORS (20) 2.5P E— ¥

Chamfer Length
" 2YAZRUAIRHULEYSBRERTY

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

om N SF:E’EE:I?
nb@*ﬁ%ﬁ :U 87 :mm  Unit:mm
Y—JLNo. 224) BERE | WBE | 2R | 6foRe | BToRr | vrvom | #EEm | BUTR | mm | mmig

EDP No. Thread Size Grade TAP Limit LF THLGTH L DCON NOF il hole dia. Stock (Yen)

8327221 | No. 4 - 40UNC STD OH2 44 5.1 17 3 2 23 D @ 4,070
8327227 | No. 5 - 40UNC STD OH2 46 5.1 19 4 2 2.6 D| @ 4,010
8327233 | No. 6 - 32UNC STD OH2 48 6.4 21 4 2 2.8 D| @ 3,960
8327240 | No. 8 - 32UNC STD OH2 52 6.4 21 5 2 34 D| @ 3,890
8327246 | No. 10 - 24UNC STD OH2 60 8.5 24 55 2 3.8 D| @ 3,890
8327249 | No. 10 - 32UNF STD OH2 60 8.5 24 55 2 4.1 D| @ 3,890
8327258 Va - 20UNC STD OH3 62 10.2 29 6 2 5.1 D| @ 4,040
8327261 Va - 28UNF STD OH2 62 10.2 29 6 2 5.5 D |l @ 4,040
8327267 %6 - T8UNC STD OH3 70 17 37 6.1 3 6.6 D| @ 4,920
8327270 e - 24UNF STD OH3 70 13 37 6.1 3 6.9 D| @ 4,920
8327276 3/s - T6UNC STD OH3 75 19 41 7 3 8 D| @ 5,420
8327282 3/s - 24UNF STD OH3 75 13 41 7 3 85 D| @ 5,420
8327291 746 - TAUNC STD OH3 80 22 48 8 3 94 D @ 6,550
8327294 7h6 - 20UNF STD OH3 80 15 48 8 3 9.9 D| @ 6,550
8327300 %2 - 13UNC STD OH3 85 23 48 9 3 10.8 D| @ 7,620
8327306 2 - 20UNF STD OH3 85 15 48 9 3 11.5 D| @ 7,620
8327312 %6 - 12UNC STD OH4 90 25 48 10.5 3 12.2 D @ 10,500
8327315 %e - 18UNF STD OH3 90 17 48 10.5 3 12.9 D @ 10,500
8327319 5/8 - 1TTUNC STD OH4 95 28 52 12 3 13.6 D @ 13,400
8327321 5/8 - 18UNF STD OH3 95 17 52 12 3 14.5 D @ 13,400
8327325 3 - 1T0UNC STD OH4 105 31 58 14 4 16.5 D| @ 16,100
8327327 3 - 16UNF STD OH3 105 19 58 14 4 17.5 D| @ 16,100
8327331 7/8 - 9UNC STD OH5 115 34 63 17 4 19.5 D| @ 29,000
8327333 7/8s - 14UNF STD OH4 115 22 63 17 4 20.5 D| @ 29,000

B 74 IVDFBIIp.2ZlE T,
B v OMAELERTELK, DRVSIEp.56 ETE TS,

1LAEER  [F2BHRUESEROY vIHERE T,

2. FVITRERDRUBEZRIEITDBDTEHDEE A,

3.EDDFIREGHMTRALEITE, DRQUILANSTILHRET HIBENGORT
DTTEETEL,

4. BEBRSEBHLTBOEE A,

5. HEETINEF. JIS2BHRUATY. JISORIEICIELDRUIKIRL)
JISHEABICIEVDRUDTNREIF. BEETT,

@ =1ZH£EER @ =Standard stock item

B See p.2 for explanation of icons.
B See p.56 for shank square length(2k) and width(DRVS).

1. The recommended tap limit corresponds to JIS 2 B 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 2 B internal thread standard (with
the exception of internal threads not listed in the JIS standard).
The recommended drill hole size that are not listed on JIS is as reference.
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Z} \o’f 5}"9 ‘y 7" (*ﬂgﬂﬁlﬂ”ulm) Spiral Fluted Tap (for Threading Large Diameter Holes)

A-SFT
THLGTHLU ok Q@%

= BfIEEDRE (L) 2.5P —

Chamfer Length

» 2L TRUAIRBLEYFRERTYT

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

=
o
DCON

_L\’ SFPEEEEI;)

HSSE v 25 ps

nU@E&E U B :mm  Unit:mm

Y—JLNo. 220) Nl BERED | HEE | 2R | 6Udoke |EToR: | vroog| wl | BETR | mE | meis
EDP No. Thread Size CESN  Grade | TAPLimit | LF THLGTH LU DCON NoF | Mecommended|  Srock (Yen)
8327337 1 - 8UNC Yes STD OH5 160 38 88 20 4 222 |D | @ 37,800
8327345 1% - 8UN Yes STD OH5 180 38 97 22 4 255 D @ 51,200
8327352 1%s- 8UN Yes STD OH5 180 38 100 24 4 287 |D | @ 63,200
8327358 13/ - 8UN Yes STD OH5 200 38 115 26 4 318 |D | @ 80,000
8327364 1% - 8UN Yes STD OH6 200 38 115 30 4 35 D @ 103,000
8327367 15/ - 8UN Yes STD OH6 200 38 115 32 4 382 D | @ 114,000
8327370 134 - 8UN Yes STD OH6 200 51 103 35 4 414 |D | @ 149,000
8327374 178 - 8UN Yes STD OH6 225 51 130 38 4 44.5 D @ 160,000 %
8327376 2 - 8UN Yes STD OH6 225 51 122 40 4 47.7 D @ 226,000 ;“z
O =1ZHTEER @=Standard stock item h‘f_’l
B 7 OVDFHBFp.2ZTE T, B See p.2 for explanation of icons. 6\\
B vV OMEER ALK, DRVSIEp.56 2T E T, W See p.56 for shank square length(2k) and width (DRVS). 2
1LAEEM [32BHRUEZELDY vIHERETI, 1. The recommended tap limit corresponds to JIS 2B internal thread standard. IsD
2. 9V TEERHRUBEZRILT DD TIFHDFEA. 2.Tap limit does not guarantee thread limit for the internal thread after tapping. B
3EDDAREGHEM CEALETE. HRUILMANS TILHRETDHEEDHDET 3. Stable feed control machines are recommended to avoid over size tapping. X
DTTEETEL. 4. Regrinding is not recommended.
4. BIFERFSEDLTBDE A 5.The recommended tap limit corresponds to JIS 2 B internal thread standard (with
5. #ETIURIF, JIS2BHRAUATT, (JISOFMEICELSHRUIKERL) the exception of internal threads not listed in the JIS standard).
JISIRIBICIEVSHRUDTNREF. SEETTI, The recommended drill hole size that are not listed on JIS is as reference.

cchuLLi!l

Key Point

*EEEBE':H[IIFHU: For the machining of large parts

1. RWBREZRHUICKD. FIDLKF RS TILZERALE!

Long flute and overhang length geometry minimizes chip evacuation troubles!

- 2R RODDINRE

« Total length : DIN standard (longer than conventional)

s DYV REFED DIISFRE

« Shank:JIS standard (conventional)

2. FUHWIN T CRIEZRLE !

Half thread ground off to prevent chipping!

3. FA)UIR—USE!  REREHE & SHEMEH IRAREBE T, E550REMIDTHETT
Available with internal coolant holes! Capable of machining large components, which are difficult to feed coolant to
the work area. Stable machining can be ensured with both internal and external coolant supply. ==

posid 52)

JISHEBER DINfRIZEER
JIS standard overall length DIN standard overall length

=




ANASI5y T(ERT—I\. RRUKE)

Spiral Fluted Tap (Taper Pipe Thread)

A-TPT

= BfEEDRE () 2.5P

Chamfer Length

- AN e

HSSE v 40 P6

U DTESE : PT(RC)

z
s § @
29 '
THLGTH £k o,
LU Oqt\
LF

B{I:mm Unit:mm

¥—JLNo. O BE | 25 | 080k | BTORY |BEEME| vevoR | B | ERVE D mEm | ms
EDP No. Thread Size TAP Limit LF THLGTH Lu eg DCON NOF il hole dia. Stock (Yen)
8327651 | PT % - 28 JIS2 90 18 36 10.1 8 3 * Bl @ 9,570
8327652 | PT s - 28 JIS2 90 19 37 13 8 3 * B|l@ 7,680
8327653 | PT Va4 - 19 JIS2 100 28 49 21 1 3 * Bl @ 11,400
8327654 | PT 3/ - 19 JIS2 100 28 50 21 14 4 * B|l@ 18,000
8327655 | PT 42 - 14 JIS2 125 35 60 25 18 4 * Bl @ 27,000
8327657 | PT 34 - 14 JIS2 140 35 74 25 23 4 * B|l@® 45,100
8327659 | PT 1 -n JIS2 160 45 80 32 26 4 * Bl @ 86,200

U DTERE : NPT

@ =1ZH£EER @ =Standard stock item

B :mm Unit:mm

¥—JUNo. O BE | 2R |0US0RS | ATOR: |BERtE | vevog | #m | BURE | o#m | msm
EDP No. Thread Size TAPLimit | LF THLGTH Ly 2g DCON NOF il hole dia. Stock (Yen)
8327671 Yie - 27 NPT | ANSIG| 90 18 36 12 8 3 * D @ 13,400
8327672 Vs - 27 NPT | ANSIG| 90 19 37 12.1 8 3 * D @ 10,700
8327673 Va-18 NPT | ANSIG| 100 28 49 174 1 3 * D | @ 15,700
8327674 33- 18 NPT | ANSIG| 100 28 50 17.6 14 4 * D @ 24,600
8327675 2-14 NPT | ANSIG| 125 35 60 229 18 4 * D | @ 36,000
8327677 - 14 NPT | ANSIG| 140 35 74 229 23 4 * D @ 61,600
8327679 | 1 - 11 % NPT | ANSIG| 160 45 80 274 26 4 * D @ | 117,000
O =1Z#7EER @=Standard stock item
nU(DEﬁ :Rc Bfi7:mm Unit:mm
Y—JL No. 224) BE | &R 0UBORS | BTORS |BEEME | vevoR | B | BIVE D mm | s
EDP No. Thread Size TAPLimit | LF THLGTH LU 2g DCON NOF il hole dia Stock (Yen)
8327721 | Rc Y6 - 28 - 90 14 36 10.1 8 3 * B |l @ 9,570
8327722 | Rc Vs - 28 - 90 15 37 10.1 8 3 * B |l @ 7,680
8327723 | Rc Va4 - 19 - 100 19 49 15 1 3 * B |l @ 11,400
8327724 | Rc 3/ - 19 - 100 21 50 154 14 4 * B|l@® 18,000
8327725 | Rc 2 - 14 - 125 26 60 20.5 18 4 * B |l @ 27,000
8327727 | Rc 34 - 14 - 140 28 74 21.8 23 4 * B|l@® 45,100
8327729 | Rc 1 -1 - 160 33 80 26 26 4 * B|l@® 86,200

B 74 JVDFHRAEp.2ZTE T,
B vV OMAERTELK, DRVSIEp.56 72 & T,
* R TNREp.60ZTE TS,

1. Y TREFORQUBEZRIEITDEDTIEHODE A,

2. EDDRREBHEMCTRALTTE, DRCIANS IIVDRET DBENHDET
DTTEETEL,

3. BIERSEHLTHEDEEA.

@ = Z#EEMR @=Standard stock item

M See p.2 for explanation of icons.
M See p.56 for shank square length(2k) and width(DRVS).
* Please see p.60 for recommended drill hole dia.

1. Tap limit does not guarantee thread limit for the internal thread after tapping.
2. Stable feed control machines are recommended to avoid over size tapping.
3. Regrinding is not recommended.
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Z, \o’f 5}'19 ‘y j’(Em 7_-_, \o\ *E.n Uﬁg) Spiral Fluted Tap (Taper Pipe Thread)

A-S-TPT

z
2c 3
: $
L 29 |
THLGTH £k Ky
et ~ LU $
m BHFEEORE (L) 2.5P
Chamfer Length LF
N AN SPEED
HSSE v 20 F;E:
QUQ*E%E : PT(RC) B{I:mm Unit:mm
Y—JLNo. 220) BE | 2R | oU0Rr | ETORS |EEGNE vvyoB | @ | EIE | #wE | S
EDP No. Thread Size TAP Limit LF THLGTH LU 2g DCON NOF eommended | Stack (Yen)
8327661 | PT Y6 - 28 JIS2 90 16.5 36 8.6 8 3 * B | @ 10,100
8327662 | PT Vs - 28 JIS2 90 16.5 37 10.5 8 3 * B |l @ 8,070
8327663 | PT V4 - 19 JIS2 100 19.5 49 12.5 11 3 * B |l @ 11,900
8327664 | PT 3/3 - 19 JIS2 100 21 50 14 14 4 * B | @ 18,900
8327665 | PT 1> - 14 JIS2 125 27 60 17 18 4 * B |l @ 28,200
8327667 | PT 34 - 14 JIS2 140 29 74 19 23 4 * B | @ 47,300
8327669 | PT 1 - 11 JIS2 160 35 80 22 26 4 * B | @ 89,900
@ =1R#7EEm @=Standard stockitem S
numﬁiﬁ NPT B :mm Unit:mm ;;
Y—JUNo. 220) BE | 2R |oUB0RS | BTORY EEENE vrvog | B | EBIE | @ | s |
EDP No. Thread Size TAP Limit | LF THLGTH LU 2g DCON NOF Commende Stock (Yen) n
8327681 Yie - 27 NPT | ANSIG 90 16 36 10 8 3 * D | @ 14,100 6\\
8327682 Vs - 27 NPT | ANSIG 90 16.5 37 10.5 8 3 * D | @ 11,200 ﬁ
8327683 4 - 18 NPT | ANSIG| 100 19.5 49 12.5 11 3 * D | @ 16,400 :
8327684 3/ - 18 NPT | ANSIG| 100 21 50 14 14 4 * D| @ 25,800 X
8327685 12 - 14 NPT | ANSIG| 125 27 60 17 18 4 * D | @ 37,800
8327687 34 - 14 NPT | ANSIG| 140 29 74 19 23 4 * D | @ 64,800
8327689 | 1 - 11 %2 NPT | ANSIG| 160 35 80 22 26 4 * D | @ | 123,000
@ =1Z#EER @=Standard stock item
B 74 OVDHBAIEp.2ZTE T, M See p.2 for explanation of icons.
B v OUAEERTELK, DRVSIEp.56 ZCE RS, M See p.56 for shank square length(2k) and width (DRVS).
* HETRREp.60ZCTE TS, * Please see p.60 for recommended drill hole dia.
1. v THEERHRUEEZRIET DD TIRIHOFE A, 1. Tap limit does not guarantee thread limit for the internal thread after tapping.
2 XD DARESEMTERALEITE, DRUMLBANSTIVDRETZIHFENHDOET 2. Stable feed control machines are recommended to avoid over size tapping.
DTTEETEL. 3. Regrinding is not recommended.
3. BMERSEDLTEOE A,
MIDKRAVMAYYTER) R
Points of Tapping (Taper Pipe) Y R -
MIDEZRPA-TPTEA-S-TPTDEVE(C
DULTIEp.55ZC SR TS, )
Please refer p.55 for precaution and difference between
A-TPT and A-S-TPT. 4
A-S-TPT S
“ BERNE
Gauge Diameter




Z’ \04 5 } llg ‘y 70 (%qufi) Spiral Fluted Tap (Parallel Pipe Thread)

A-SPT

z
2c o
o
la}

= 6
| THLGTH | ok ©

LU K
LF

= BIESRDRSE(Lc) 2.5P, 1.5P

Chamfer Length

- KRN e

HSSE v 45 ps

nuo)Eﬁ : Rp nUEB@*%fE(;lSO Eﬁ (JIS B 4446:1998) Thread tolerance is following ISO standard. &7 :mm  Unit:mm

Y—JLNo. 220) Bft 2R | nUBoRs HTORE | vrvo| B |ERTRE #@ | s
EDP No. Thread Size 2c LF THLGTH LU DCON NOF drill hole dia. Stock (Yen)
8327701 2.5P B | @ 7,800
Rp %es - 28 90 14 36 8 3 *

8327711 1.5P D | @ 8,420

8327702 2.5P B | @ 6,250
Rp s - 28 90 15 37 8 3 *

8327712 1.5P D | @ 6,740

8327703 2.5P B | @ 8,850
Rp Va - 19 100 19 49 11 3 *

8327713 1.5P D @ 9,530

8327704 2.5P B | @ 13,200
Rp 3 - 19 100 21 50 14 4 *

8327714 1.5P D | @ 14,300

8327705 2.5P B |l @ 20,500
Rp %2 - 14 125 26 60 18 4 *

8327715 1.5P D @ 22,000

8327707 2.5P B | @ 35,000
Rp 34 - 14 140 28 74 23 4 *

8327717 1.5P D | @ 37,800

8327709 2.5P B |l @ 58,200
Rp 1 - 11 160 33 80 26 4 *

8327719 1.5P D | @ 62,700

|HEESDOPSRUDINTICHERTIAET T, - Canalso be used for machining threads with the old PS symbol. @ =1Z#:#E R @ =Standard stock item

hU@Eiﬁ . G nUEﬂm*ﬁfEl;lSO iﬁﬁﬁ(JlS B 4445:1 998) Thread tolerance is following I1SO standard. Bl :mm  Unit:mm

0 . Bt | RERE| BE | 2R |¥0R | &TORS |vevoR| EH | ERVE | mm | memg
P 2c Grade | TAPLimit LF THLGTH L DCON NOF | "Ghokeise | Stock (Yen)
8327400 | G Y6 - 28 2.5P STD OH3 920 14 36 8 3 6.7 B|l@ 7,800
8327401 |G Vg - 28 2.5P STD OH3 90 15 32 8 3 8.7 B|l@® 6,250
8327402 | G V4 -19 2.5P STD OH3 100 19 35 11 3 1.7 B|l@® 8,850
8327403 |G 3/3 - 19 2.5P STD OH3 100 21 44 14 4 15.2 B|l@® 13,200
8327404 |G > -14 2.5P STD OH3.5 125 26 55 18 4 19 B|l@® 20,500
8327405 | G 5/ - 14 2.5P STD OH3.5 125 26 60 19 4 21 B|l@® 23,700
8327406 | G 3/ - 14 2.5P STD OH3.5 140 28 69 23 4 24.5 B|l@® 35,000
8327407 |G 7/ - 14 2.5P STD OH3.5 150 29 75 24 4 28 B|l@® 40,300
8327408 | G 1 -1 2.5P STD OH4 160 33 80 26 4 30.5 Bl @ 58,200
{|[BEESDOPFRUDIIITICHERTIAETY, - Canalso be used for machining threads with the old PF symbol. @ =1Z#7fEE5% @ =Standard stock item
B 74 IVDFBIEp.2ZlE T, B See p.2 for explanation of icons.
B v OMAEERE LK, DRVSIEp.56 2 E T, M See p.56 for shank square length(2k) and width(DRVS).
* HEETAREp.60ZTE TS, * Please see p.60 for recommended drill hole dia.
1LAEEM  ([F2RHRQUENEROSY v ITHREEE T, 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2. 9V TREEFDRUBEZRIET DD TIFHDFEE A, 2.Tap limit does not guarantee thread limit for the internal thread after tapping.
3EDDARRESHEMCTERALETE, HRQUIEA NS TIVDEET ZIHEEDHDET 3. Stable feed control machines are recommended to avoid over size tapping.
DTTEETEL. 4. Regrinding is not recommended.

4. BERBEISLTEDEEA.
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19824, ISOEAICKDIISOERRQURBHWIESN, AUOFURSHEESINIL
fehh. RUBEDZEER SV e, ¥ v T EHIBRSDODZEHATHIENTIHETT.
The JIS pipe thread standard was revised in 1982 to meet ISO standards. Although
thread symbols changed, the limits were not changed. Therefore, it is still
acceptable to use taps with both new and old symbols.

JIS B 0202-1982
JIS B 0203-1982

(Eds] |HECS LS
Type Old Symbol New Symbol
MEAT —/ (bRl
Taper pipe threads for pressure-tight joints PT RC
M#EATTHRU
Parallel pipe threads for pressure-tight joints PS Rp
ERRESATTHRU PF G
Parallel pipe threads for mechanical joints

19U0)E¥E :NPS B :mm  Unit:mm

Y—JLNo. 220) Bt | #BE | 28 | oUSoRe BTOR: | vevog| #m |ERTE mm | msn
EDP No. Thread Size 2c TAP Limit LF THLGTH iy DCON NOF iholedis” | Stock (Yen)
8327691 Yie - 27 NPS 2.5P ANSI G 90 14 36 8 3 * D| @ 11,000
8327692 | V3 - 27 NPS 2.5P ANSI G 90 15 37 8 3 * D | @ 8,750
8327693 | V4 - 18 NPS 2.5P ANSI G 100 19 49 11 3 * D| @ 12,400
8327694 | 3/3 - 18 NPS 2.5P ANSI G 100 21 50 14 4 * D | @ 18,600
8327695 | V> - 14 NPS 2.5P ANSI G 125 26 60 18 4 * D| @ 28,200
8327697 | 3/ - 14 NPS 2.5P ANSI G 140 28 74 23 4 * D | @ 49,200
8327699 | 1 - 112 NPS 2.5P ANSI G 160 33 80 26 4 * D| @ 81,300
@ =1Z#EE R @=Standard stock item %
B 7 OVDHBEp.2ZECE L, B See p.2 for explanation of icons. E:
B vV IMAEER ALK, DRVSIEp.56ZCE L, W See p.56 for shank square length(2k) and width (DRVS). 4
* HETREp.60ZCE T, * Please see p.60 for recommended drill hole dia. N
R
1. 9V TRERDRUBEZRITDEODTIEFHOE R, 1. Tap limit does not guarantee thread limit for the internal thread after tapping. 0y
2 XD DARESHMTERALEITE, DRULBANS TIVDRETZIHFENTDOET 2. Stable feed control machines are recommended to avoid over size tapping. =
DTTEETEL, 3.Regrinding is not recommended. In
3. BREESHHLTBOF A X
X

ZThHLLa! —

. SHIEZE. DIN#tE2R
Key Point JIS standard overall length DIN standard overall length

Ag v 7%m l; A-Tap Pipe Taps T ~
RLBREFRHUICKD FIDLKFRSTILZEBALE!

Long flute and overhang length geometry minimizes chip evacuation troubles!

- 2R RHODDINHRE
- Total length : DIN standard (longer than conventional) M
c DYV ERED DIISFRE aL s

« Shank: JIS standard (conventional)




Z’ \o’ralbg ‘y 70 4’yﬂ_ hn Um Spiral Fluted Tap for Helicoil / EG / STI

A-SFT HL Z
m R — 4+8E @

THLGTH K ©

LU K
= BHEHORE(2) 2.5P, 1.5P —
Chamfer Length
s YA XRUAIREULEVSIRERTT
The entire lineup of A-SFT is without external center on the screw side.
s AN SPEED
R
nUUJE’x*E M B{I:mm Unit:mm
Y—JLNo. 220) B | BE | 2R | ook |&ToR | vrvog | B | EEVE | mm | mse
EDP No. Thread Size 2c TAP Limit LF THLGTH LU DCON NOF drillhole dia. Stock (Yen)
8327751 M 2 x 04 2.5P OH1 44 3.6 13 3 2 * D | @ 6,340
8327753 M 2.5 x 0.45 2.5P OH1.5 46 4 19 4 3 i D | @ 5,570
8327755 M 26 x 045 2.5P OH1.5 46 4 19 4 3 * D | @ 5,230
8327757 2.5P & o 4,440
M 3 x 05 OH1.5 48 4.8 20 4 3 D
8327759 1.5P & o 4,870
8327761 2.5P * { 4,350
M 4 x 0.7 OH2 60 6.4 24 5.5 3 D
8327763 1.5P * (] 4,770
8327765 2.5P @ o 4,370
M 5 x 0.8 OH2 62 8 29 6 3 D
8327767 1.5P @ o 4,800
8327769 2.5P * { ] 4,500
M6 x1 OH2 65 12 33 6.2 3 D
8327771 1.5P * o 4,940
8327773 2.5P i o 5,880
M 8 x 1.25 OH2 75 15 41 7 3 D
8327775 1.5P 5 o 6,480
8327777 2.5P * (] 7,150
M10 x 1.5 OH2 82 18 48 8.5 3 D
8327779 1.5P * (] 7,870
8327781 M12 x 1.75 2.5P OH2 90 21 48 10.5 3 & D | @ 9,300
@ =1Z¥EER @=Standard stock item
B AN SPEED
(7 5
nUaJE;E U B{I:mm Unit:mm
¥—JLNo. 220) Bt | BE | 28 | ook |&ToRe |vrvog | #m | ERVE | wm | g
EDP No. Thread Size Bc TAP Limit LF THLGTH L DCON NOF e Stock (Yen)
8327785 | No.10 - 32UNF 2.5P GH2 62 8 29 6 3 * D | @ 5,440
8327787 /4 - 28UNF 2.5P GH2.5 70 11 37 6.2 3 * D | @ 5,670
8327789 546 - 24UNF 2.5P GH3 75 13 41 7 3 * D | @ 6,890
8327791 3/g - 24UNF 2.5P GH3 80 13 48 8 3 & D | @ 7,570
@ = Z#EEMR @=Standard stock item
B ERALEDTERFP.38ZSSE T, M Please refer p.38 for notes/precaution of usage.

cchuL\L\R! GH#EE cHLimit
Key Point BUBENERENBMZEE RO TICHET B/, OHBEID AZDRVGHEEERALE UL,

Applied tighter torerance GH limits to satisfy high precision demand from aerospace threading parts operation.
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Z, \‘"f 5)'19 ‘y 70 4 yﬂ-_ hn Um D yﬁ‘:/ -‘7 ya Spiral Fluted Tap with Long Shank for Helicoil / EG / STI

A-LT-SFT HL

P Sa S S i By 3 @
|_THGTH | o S

- LU QQ‘
» BRIEEORE(Lc) 2.5P —
Chamfer Length
n 2HAXRUAIRBELEYIRERTT
The entire lineup of A-SFT is without external center on the screw side.
N AN SPEED
CPM v 45 F;E)_D
19U0)E¥E M B{I:mm Unit:mm
Y—JLNo. 220) BE | 2R | 6UBoR | HTORS | vevvoB | Em | BAVR | mm | el
EDP No. Thread Size TAP Limit LF THLGTH L DCON NOF e Stock (Yen)
8327801 M 3 x 05 x 100 | OH1.5 100 4.8 20 4 3 * D @ 7,330
8327803 M 4 x 0.7 x 100 | OH2 100 6.4 24 5.5 3 < D | @ 6,760
8327805 M 5 x 08 x 100 | OH2 100 8 29 6 3 * D @ 6,160
8327807 M 6 x 1 X 100 | OH2 100 12 33 6.2 3 < D @ 6,340
8327809 M 8 x 1.25 x 100 | OH2 100 15 41 7 3 * D @ 7,620
8327811 M10 x 1.5 x 100 | OH2 100 18 48 8.5 3 < D @ 8,800
@ =1Z4EEER @=Standard stock item
B 74 JVDFBFp.2ZTE T, W See p.2 for explanation of icons. %
B vV INAERT ALK, DRVSIEp.56 2 CE R, W See p.56 for shank square length(2k) and width (DRVS). 2
* R TTUREp.59ZTE TS, * Please see p.59 for recommended drill hole dia. K]
1. YV THEERORUBEZRIETDEDTIRESOEFEA. 1. Tap limit does not guarantee thread limit for the internal thread after tapping. D
2. EDDALRELSEMTEALETE, DRUIBAKNSTIVHRET ZHBEDHDFT 2. Stable feed control machines are recommended to avoid over size tapping. 6\\
DTTERTEL, 3.Regrinding is not recommended. RN
3. BIEBRSEDLTEDFEEA. |-ﬁ
N
=
X

f_
H
N
V

wn U*ﬁ;ﬁ l: l; for Strengthen Internal Thread

E-—b YIIVARLIY—]b
E-Sert Non-tang Type Insert
JISTERHRU - MSHHAZFRICHRITATEE ! SV TEUTIORDERAE |
E-Sert can be used for JIS 1 class and MIL-STD! No tangs to be snapped!

19 —=PFILIVDEFEEY A XEESR! FULRBEAHERTITSHRLSHDETEL.

Major sizes of Helicoil / EG / STl are in stock! Please contact our sales department for details.

posid 58]



7":’{ y l\g ‘y 70 Spiral Pointed Tap

A-POT Z
TP = O

THLGTH » ©

LU QQ‘
= BRIEHDRE (L) 5P —
Chamfer Length
on
P6
nUUJ*E’x*E M B4 :mm Unit:mm
Y—JLNo. 2263 WERD | BE | 2R USRS ETORS vrvoB| BE |BHltyy | BRTR| =@ | imflis
EDP No. Thread Size Grade TAP Limit LF THLGTH LU DCON NOF External Center drilhole dia, Stock (Yen)
8325034 M 14 X 0.3 STD OH1 34 9 - 3 2 Yes 1.1 D @ 5,360
8325039 M 1.6 X 0.35 STD OH1.5 36 10 = 3 2 Yes 1.25 D @ 5,360
8325044 M 1.7 X 0.35 STD OH1.5 36 11 - 3 2 Yes 1.35 D @ 5,080
8325049 STD OH1.5 Al @® 4,030
8325430 M 2 X 04 STD+1 |OH2.5 40 12 = 3 2 Yes 1.6 5 o 4,690
8325431 STD+2 |OH3.5 o 4,690
8325050 STD OH1 o 6,090
M 2 X 025 40 12 - 3 2 Yes 1.75 D
8325432 STD+1 |OH2 o 6,400
8325052 STD OH2 o 4,800
M 22 X 045 42 13 = 3 2 Yes 1.75 D
8325434 STD+1 |OH3 o 5,080
8325053 STD OH1 ([ 7,210
M 2.2 X 0.25 42 13 - 3 2 Yes 1.95 D
8325436 STD+1 |OH2 o 7,540
8325054 STD OH1.5 B|@® 3,880
M 23 X 04 42 13 = 3 2 Yes 1.9
8325438 STD+1 |OH2.5 D @ 4,440
8325059 STD OH2 B @ 3,630
8325440 | M 2.5 X 0.45 STD+1 |OH3 44 14 - 3 2 Yes 2.05 b ([ 4,100
8325441 STD+2 |OH4 o 4,100
8325062 STD OH2 o 5,360
M 25 X 0.35 44 14 = 3 2 Yes 2.15 D
8325442 STD+1 |OH3 o 5,610
8325064 STD OH2 Al@® 3,370
M 26 X 045 44 14 - 3 2 Yes 2.15
8325444 STD+1 |OH3 D @ 3,870
8325069 STD OH3 Al @ 2,820
8325450 M 3 X 0.5 STD+1 |OH4 46 11 19 4 3 Yes 2.5 5 o 3,280
8325451 STD+2 |OH5 o 3,280

@ =1Z#£EER @ =Standard stock item




MIDKRAL b WO | AR+ 3 LA

Recommended: Chamfer + about 3 threads

(KA Y b5y TDLEFIEENT)

Points of Tapping (how to use a spiral pointed tap properly)
|
1
AV ST &, D—IWED 5 REDEIDES !
[CZRO—BETDTETDTFHRL—XITHEH 1 N “RREEN TR
R | fl
—éngsa—o I I frggt\e,\/roer\ﬁeyﬁaetgr?afr a seconadary ute goes out
Spiral pointed tap can discharge chips smoothly by 1
setting the stroke so that a secondary flute goes out from 1
the end face of work material. I
1 _
1 BNEEOHEHRVNTEERT D
(£1D0 < FhFHAHDAREMSG D)
1 Rotate reversely after a chamfer goes out from
work material.

B :mm  Unit:mm

¥—JbNo. 20) BERE | BE | £R | OUH0R ETORS \vrvu®| B8 RHLbys BRTNR | mm | e
EDP No. hread Size Grade | TAPLimit LF THLGTH L DCON NOF | External Center | "5l oeiie” | Stock (Yen)
8325072 STD OH2 o 4,400
M 3 X 035 46 11 19 4 3 Yes 2.65 D
8325452 STD+1 |OH3 [ ) 4,640
8325076 STD OH2 B @ 3,190
M 35 X 0.6 48 13 20 4 3 Yes 2.9
8325454 STD+1 |OH3 D @ 3,710
8325079 STD OH2 [ ) 4,870
M 3.5 X 0.35 48 13 20 4 3 Yes 3.15 D
8325455 STD+1 |OH3 [ J 5,120
8325083 STD OH3 Al @ 2,800 P
K
8325460 M 4 X 0.7 STD+1 |OH4 52 13 21 5 3 Yes 3.3 b o 3,220 g
8325461 STD+2 |OH5 ) 3,220 | B
8325086 STD  |OH3 ®| 3800 Y
M 4 X 05 52 13 21 5 3 Yes 3.5 D N
8325462 STD+1 |OH4 o 4,010 | B
4L
8325087 STD OH3 o 3,780 N
M 45 X 0.75 55 13 21 5 3 Yes 3.8 D °\:
8325464 STD+1 |OH4 o 3,960 £33
@ =1F#EER @=Standard stock item
B 74 IVOFBIp.2ZTE T, W See p.2 for explanation of icons.
BRHUEVIRE - VvV IMAERTE LK, DRVSIEP.56ZCE T, W See p.56 for length of external center and shank square length(2 k) and width(DRVS).
1LEER  ([F2RORUBZERDSY v THEREE T, 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2. 5V THEERORUBEZRILT DD TIEHDE A 2. Tap limit does not guarantee thread limit for the internal thread after tapping.
BEDDARRESHEMTERALIITE, HRUIMANS I IVDRET BHEEHHDFT 3. Stable feed control machines are recommended to avoid over size tapping.
DTTEETEL, 4. Regrinding is not recommended.
4. BIBRESEDLTEDEEA. 5.The recommended tap limit corresponds to JIS class 2 internal thread standard.
5.V, [BIS28HRQUATT. (IBJISOMBICELHRUFERL) The recommended drill hole size that are not listed on JIS is as reference.

JISHABICIEVDRUDTNEIF. BEETT,

[ NEXT )

posid ®



7":’{ y I\g ‘y 70 Spiral Pointed Tap

A-POT Z
S e O

THLGTH » ©

LU QQ‘
= BRIEHDRE (L) 5P —
Chamfer Length
on
P6
nu@*ﬁ%ﬁ M B4 :mm Unit:mm
Y—JLNo. 2263 WERD | BE | 2R USRS ETORS vrvoB| BE |Rltyy | ERTR| @ | il
EDP No. Thread Size Grade TAP Limit LF THLGTH LU DCON NOF External Center drilhole dia, Stock (Yen)
8325088 STD OH3 o 4,480
M 45 X 0.5 55 13 21 5 3 Yes 4 D
8325465 STD+1 |OH4 o 4,690
8325090 STD OH3 Al @® 2,820
8325468 M 5 X 0.8 STD+1 |OH4 60 16 24 5.5 3 Yes 4.2 5 o 3,240
8325469 STD+2 |OH5 o 3,240
8325093 STD OH3 o 4,010
M 5 X 05 60 16 24 5.5 3 Yes 4.5 D
8325473 STD+1 |OH4 o 4,220
8325095 STD OH3 o 4,580
M 55 X 0.5 60 17 25 5.5 3 Yes 5 D
8325476 STD+1 |OH4 o 4,840
8325097 STD OH3 Al @® 2,840
8325478 ' M 6 X 1 STD+1 |OH4 62 19 29 6 3 Yes 5 b ([ 3,300
8325479 STD+2 | OH5 ([ 3,300
8325100 STD OH3 B | @® 3,680
M 6 X 0.75 62 19 29 6 3 Yes 53
8325480 STD+1 |OH4 D @ 4,140
8325102 STD OH3 o 4,440
M 6 X 05 62 19 29 6 3 Yes 55 D
8325481 STD+1 |OH4 o 4,670
8325104 STD OH3 o 4,160
M 7 X1 65 19 33 6.2 3 Yes 6 D
8325484 STD+1 |OH4 o 4,530
8325105 STD OH3 o 5,120
M 7 X 075 65 19 33 6.2 3 Yes 6.3 D
8325485 STD+1 |OH4 o 5,360
8325107 STD OH3 Al @® 3,740
8325488 M 8 X 1.25 STD+1 |OH4 70 22 37 6.2 3 Yes 6.8 5 o 4,350
8325489 STD+2 |OH5 o 4,350

@ =1Z#EER @ =Standard stock item




B :mm  Unit:mm

=)L No. 220) RERE | WE | 28 |nUBok: | ETORS |vryo@| M |zl BUVR| mm | imehis
EDP No. Thread Size Grade | TAPLimit LF THLGTH L DCON NOF | Exteral Center | "5 OShiaC | Stock (Yen)
8325111 STD OH3 B @ 4,250
M 8 X1 70 22 37 6.2 3 Yes 7
8325490 STD+1 |OH4 D @ 4,800
8325112 STD OH3 o 5,340
M 8 X 0.75 70 22 37 6.2 3 Yes 7.3 D
8325491 STD+1 |OH4 o 5,590
8325114 STD OH3 o 5,080
M 9 X 1.25 72 22 38 7 3 Yes 7.8 D
8325494 STD+1 |OH4 o 5,330
8325115 STD OH3 o 5,800
M 9 X1 72 22 38 7 3 Yes 8 D
8325495 STD+1 |OH4 o 6,070
8325116 STD OH3 [ ] 6,300
M 9 X 075 72 22 38 7 3 Yes 8.3 D
8325496 STD+1 |OH4 [ ] 6,620
8325117 STD OH4 Al @ 4,490
8325500 M 10 X 1.5 STD+1 |OH5 75 24 41 7 3 = 8.5 b o 5,230
8325501 STD+2 |OH6 o 5,230
8325121 STD OH3 Al @® 4,490
M10 X 1.25 75 24 41 7 3 - 8.8
8325502 STD+1 |OH4 D @ 5,230
8325124 STD OH3 B |l @ 5,190
M10 X 1 75 24 41 7 3 = 9
8325503 STD+1 |OH4 D @ 5,850
8325125 STD OH3 [ J 6,400
M 10 X 0.75 75 24 41 7 3 - 9.3 D
8325504 STD+1 |OH4 [ J 6,740
8325127 STD OH4 ([ J 6,140 o
M11 X 15 80 25 48 8 3 = 9.5 D =
8325510 STD+1 | OH5 ([ J 6,480 £
8325128 STD  |OH3 ) 7,460 | 5
M11 X 1 80 25 48 8 3 - 10 D =
8325514 STD+1 |OH4 o 7,870 | B
N
8325129 STD OH3 o 8,270 | B
M 11 X 0.75 80 25 48 8 3 = 10.3 D L
8325515 STD+1 |OH4 o 8,680 Q
@ =IZ#ER @=Standard stockitem |55
B 74 JVOFBIFp.2ZTE T, W See p.2 for explanation of icons.
BRHUEVIRE - VvV IMAERTE LK, DRVSIEP.56ZCE T, W See p.56 for length of external center and shank square length(2 k) and width(DRVS).
1LAEEM (32RO RUIESEIRDSY v T HEEE T, 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2. 9V TEERORUBEZRIAT DD TIEHDE A 2.Tap limit does not guarantee thread limit for the internal thread after tapping.
BLEDDARRESHEMTERALEITE, HRUIMKNSTIVDRET DIHEEHHDET 3. Stable feed control machines are recommended to avoid over size tapping.
DTTERETEL, 4. Regrinding is not recommended.
4. BB BEHLTBDbE A, 5.The recommended tap limit corresponds to JIS class 2 internal thread standard.
5. ETIURI. BIIS2#RORQUATT. (IBISORBARICIEVDRUIFERL) The recommended drill hole size that are not listed on JIS is as reference.

JISIEABICIEVDRUDTNEIG. BEETT,

| NEXT )2

posid @



7":’{ y I\g ‘y 70 Spiral Pointed Tap

A-POT Z
T = O

THLGTH » ©

LU QQ‘
= BRIEHDRE (L) 5P —
Chamfer Length
on
P6
nu@*ﬁ%ﬁ M B4 :mm Unit:mm
Y—JLNo. 2263 WERD | BE | 2R USRS ETORS vrvoB| BE |Rltyy | ERTR| @ | il
EDP No. Thread Size Grade TAP Limit LF THLGTH LU DCON NOF External Center drilhole dia, Stock (Yen)

8325130 STD OH4 Al @ 5,870

8325518 M 12 X 1.75 STD+1 |OH5 82 29 48 8.5 3 - 10.3 b o 6,810

8325519 STD+2 |OH6 o 6,810

8325134 STD OH4 Al @® 5,870
M12 X 15 82 29 48 8.5 3 = 10.5

8325520 STD+1 |OH5 D @ 6,810

8325137 STD OH4 Al @® 5,870
M12 X 1.25 82 29 48 8.5 3 - 10.8

8325521 STD+1 |OH5 D @ 6,810

8325140 STD OH3 B |l @® 6,840
M12 X 1 82 29 48 8.5 3 = 11

8325522 STD+1 |OH4 D @ 7,730

8325147 STD OH4 Al @® 8,420
M14 X 2 88 30 48 10.5 3 - 12

8325530 STD+1 | OH5 D @ 9,770

8325150 STD OH4 Al @ 8,420
M14 X 15 88 30 48 10.5 3 = 125

8325531 STD+1 | OH5 D @ 9,770

8325152 STD OH4 o 9,750
M14 X 1.25 88 30 48 10.5 3 - 12.8 D

8325532 STD+1 | OH5 o 10,300

8325154 STD OH3 ([ 9,930
M14 X 1 88 30 48 10.5 3 = 13 D

8325533 STD+1 |OH4 o 10,500

8325155 STD OH4 o 12,000
M15 X 1.5 95 32 52 10.5 3 - 135 D

8325536 STD+1 | OH5 o 12,600

8325156 STD OH3 o 13,000
M15 X 1 95 32 52 10.5 3 = 14 D

8325537 STD+1 |OH4 o 13,600

8325157 STD OH4 Al@® 10,900
M16 X 2 95 32 52 12.5 3 - 14

8325540 STD+1 |OH5 D @ 12,800

@ =1Z#EER @ =Standard stock item




B :mm  Unit:mm

=)L No. 2263 WERED | HBE | 2R | OUB0Re ETORE vrvo®| EH |BhLtyy | BRTE ) mm | imefit
EDP No. Thread Size Grade | TAPLimit LF THLGTH L DCON NOF | Exteral Center | "5 TOERESC | Stock (Yen)
8325160 STD OH4 Al @ 10,900
M16 X 1.5 95 32 52 12.5 3 = 14.5
8325541 STD+1 |OH5 D @ 12,800
8325162 STD OH3 o 12,900
M16 X 1 95 32 52 12.5 3 - 15 D
8325542 STD+1 |OH4 [ ] 13,500
8325164 STD OH4 o 16,100
M17 X 15 100 37 55 13 3 = 15.5 D
8325545 STD+1 |OH5 o 17,000
8325166 STD OH3 [ ] 18,400
M17 X 1 100 37 55 13 3 - 16 D
8325546 STD+1 |OH4 [ ) 19,200
8325167 STD OH5 Al @ 14,200
M18 X 25 100 37 55 14 3 = 15.5
8325549 STD+1 |OH6 D| @ 16,800
8325169 STD OH4 [ ) 16,100
M18 X 2 100 37 55 14 3 - 16 D
8325550 STD+1 |OH5 [ ) 17,100
8325170 STD OH4 Al @® 14,200
M18 X 1.5 100 37 55 14 3 = 16.5
8325551 STD+1 | OH5 D @ 16,800
8325172 STD OH3 [ ) 19,200
M18 X 1 100 37 55 14 3 - 17 D
8325552 STD+1 |OH4 @ 20,300
8325177 STD OH5 Al @ 17,900
M20 X 25 105 37 58 15 3 = 17.5
8325557 STD+1 |OH6 D @ 20,700
8325179 STD OH4 o 20,900
M20 X 2 105 37 58 15 3 - 18 D
8325558 STD+1 | OH5 o 22,000
8325180 STD OH4 Al @ 17,900
M20 X 1.5 105 37 58 15 3 = 18.5
8325559 STD+1 |OH5 D @ 20,700
8325182 STD OH3 o 22,500 o
M20 X 1 105 37 58 15 3 - 19 D 2
8325560 STD+1 |OH4 o 23,500 §
8325187 STD  |OH5 Al@| 22600 5
M22 X 25 115 38 63 17 3 = 19.5 !
8325563 STD+1 |OH6 D @ 26,200 N
8325189 STD  |OH4 ® | 26400 | I
M22 X 2 115 38 63 17 3 - 20 D L
8325564 STD+1 |OH5 [ ) 27,800 Q
@ =1Z#EER @=Standard stock item [E5
B 74 IVDFBFp.2ZTE T, B See p.2 for explanation of icons.
BRHUEVIRE - VvV AR ALK, DRVSIEP.56ZTE T, W See p.56 for length of external center and shank square length(2 k) and width(DRVS).
1LIEEM (32RO RUIBEHERDSY v T HEEE T, 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2. 9V TREERORUBEZRITDODTIEHDE A 2.Tap limit does not guarantee thread limit for the internal thread after tapping.
BEDDARRESHMTERALEITE, HRUIMKNSTIVDRET DIHEEHHDET 3. Stable feed control machines are recommended to avoid over size tapping.
DTTERTEL, 4. Regrinding is not recommended.
4. BB BEHLTBDEE A, 5.The recommended tap limit corresponds to JIS class 2 internal thread standard.
5. ETIURI. [BJIS2RORQUATT. (BISORBARICIELDRUIFERL) The recommended drill hole size that are not listed on JIS is as reference.

JISHERBICIEVDRUDTNEIF. BSEETT.

[ NEXT )2
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7ﬁ’f y hg ‘y 70 Spiral Pointed Tap

A-POT Z
SN = O

THLGTH » o

. LU QQ‘
= BRIEHDRE (L) 5P —
Chamfer Length
on
P6
nUU)E’x“E M B :mm Unit:mm
Y—JLNo. 2263 WERD | BE | 2R USRS ETORS vrvoB| BE |Rltyy | ERTR| @ | il
EDP No. Thread Size Grade | TAPLimit LF THLGTH LU DCON NOF | External Center | "G NOEHESC | Stock (Yen)
8325190 STD OH4 Al @® 22,600
M22 X 15 115 38 63 17 3 = 20.5
8325565 STD+1 | OH5 D @ 26,200
8325192 STD OH3 o 28,000
M22 X 1 115 38 63 17 3 - 21 D
8325566 STD+1 |OH4 o 29,200
8325197 STD OH5 Al @® 28,200
M24 X 3 120 45 66 19 3 = 21
8325569 STD+1 |OH6 D @ 32,400
8325199 STD OH4 o 33,200
M24 X 2 120 45 66 19 3 - 22 D
8325570 STD+1 | OH5 o 35,000
8325200 STD OH4 Al @® 28,200
M24 X 1.5 120 45 66 19 3 = 225
8325571 STD+1 | OH5 D @ 32,400
8325202 STD OH3 o 36,000
M24 X 1 120 45 66 19 3 - 23 D
8325572 STD+1 |OH4 o 37,800
@ =1Z#EER @ =Standard stock item
B 74 OVDEHBRAFp.2ECE R, W See p.2 for explanation of icons.
BRHELEVIRE VvV IMUAER ALK, DRVSIEp.56ZTE TELY, B See p.56 for length of external center and shank square length(2k) and width(DRVS).
1LAEEM 32RO RUEZERDSY v I HEEE T, 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2. 9V THREERSRUBEZRIIT2DDTEHDFEA. 2.Tap limit does not guarantee thread limit for the internal thread after tapping.
3LEDDAREGHMCTEALETE. HRUILMANS TILHHETDHEEDHDET 3. Stable feed control machines are recommended to avoid over size tapping.
DTTEETEL. 4. Regrinding is not recommended.
4. BIFERBEDLTEBDE A, 5.The recommended tap limit corresponds to JIS class 2 internal thread standard
5. HRETIURIE, IBJIS2RORQCATY, JISOREITELHRUIFERL) (with the exception of internal threads not listed in the JIS standard).
JISIRIBICIEVSHRUDTREF. SEETI, The recommended drill hole size that are not listed on JIS is as reference.



7ﬁ’f y h 9 ‘y 70 D yﬁ‘y '\7 ya Spiral Pointed Tap with Long Shank

A-LT-POT

z
£c o
&)
a
B ey A {5
|_THLGTH | o S
= LU QQ‘
» BYEEBDRSE(Lc) 5P —
Chamfer Length
on 0
P6
» P
nba)EtE M BA:mm  Unit:mm
Y—JLNo. 2263 WERD | HBE | 2R OUB0Re ETORY vrvo®| GBS |Bhltyy | BRTE ) mm | imefil
EDP No. Thread Size Grade | TAPLimit LF THLGTH L DCON NOF | Exteral Center | "5 (OEREC | Stock (Yen)
8326002 |M2 X 04 X 80| STD |OH1.5 80 12 - 3 2 Yes 1.6 D @ 10,300
8326001 |[M2 X 0.25 X 80| STD |OH1 80 12 = 3 2 Yes 1.75 D @ 15,900
8326004 |M2.2X 045 X 80| STD |OH2 80 13 - 3 2 Yes 1.75 D @ 10,900
8326003 |[M2.2X 0.25 X 80| STD | OH1 80 13 = 3 2 Yes 1.95 D @ 17,300
8326005 |M2.3X 04 X 80| STD |OH1.5 80 13 - 3 2 Yes 1.9 D @ 8,680
8326007 |[M2.5X 045 X 80| STD |OH2 80 14 = 3 2 Yes 2.05 D @ 7,870
8326006 |M2.5X 035 X 80| STD |OH2 80 14 - 3 2 Yes 2.15 D @ 12,000
8326008 |M2.6X 0.45 X 80| STD |OH2 80 14 = 3 2 Yes 2.15 D @ 7,230
8326010 |M3 X 0.5 X100| STD |OH3 100 11 20 4 3 Yes 2.5 D @ 5,820
8326009 |[M3 X 0.35 X100| STD |OH2 100 11 20 4 3 Yes 2.65 D @ 8,230
8326012 |M3.5X 0.6 X100| STD |OH2 100 13 24 4 3 Yes 2.9 D @ 6,070
8326011 |M3.5X 0.35 X100| STD |OH2 100 13 24 4 3 Yes 3.15 D @ 9,430
8326014 |M4 X 0.7 X100| STD |OH3 100 13 27 5 3 Yes 3.3 D @ 5,310
8326013 |[M4 X 0.5 X100| STD |OH3 100 13 27 5 3 Yes 3.5 D @ 6,980
8326016 | M4.5X 0.75 X100| STD |OH3 100 13 30 5 3 Yes 3.8 D @ 6,140
8326015 |M4.5X 0.5 X100| STD |OH3 100 13 30 5 3 Yes 4 D| @ 7,690
8326018 |[M5 X 0.8 X100| STD |OH3 100 16 33 55 3 Yes 4.2 D @ 4,760
8326017 |[M5 X 0.5 X100| STD |OH3 100 16 33 5.5 3 Yes 4.5 D @ 5,980 P
8326019 |M5.5X 0.5 X100| STD |OH3 100 17 37 5.5 3 Yes 5 D @ 6,760 g
8326022 X100 100 ®| 4870 B
M6 X 1 STD | OH3 19 40 6 3 Yes 5 D =
8326023 X150 150 [ 6,530 | [
R
8326020 X100 100 o 5,700 | BS
M6 X 0.75 STD | OH3 19 40 6 3 Yes 53 D L
8326021 X150 150 [ ] 7,940 Q
@ =iZHEESR @ =Standard stock item [§5
B A 2VDHBIEp.2ZCE TS, W See p.2 for explanation of icons.
BRHELEVIRSE vV IUASTELK, DRVSIEP.56ZTE FEL, B See p.56 for length of external center and shank square length(2k) and width(DRVS).
1.KEEW (32RO UIBAHERDSY v T HEEETT, 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2. 5V THEERRORUBEZRIT DD TIEHDE A 2. Tap limit does not guarantee thread limit for the internal thread after tapping.
BEDDARRESHMTERALITE, HRUIMKMSTIVDRET DIHEEHHDET 3. Stable feed control machines are recommended to avoid over size tapping.
DTTERETFEL, 4. Regrinding is not recommended.
4. BB BEHLTBDEE A, 5.The recommended tap limit corresponds to JIS class 2 internal thread standard.
5. EETIVRI. BIIS2RORQUATT. (IBISOFBARICIELDRUIFERL) The recommended drill hole size that are not listed on JIS is as reference.

JISHERBICIEVDRUDTNEIF. BEETT,

pocid <0)



7":’{ y l\ g ‘y 70 D ya“y -\7 ya Spiral Pointed Tap with Long Shank

A-LT-POT

2c %
o
la}
o g3, [ [ O
| THGTH | o S
LU QQ‘
= BRIEHDRE (L) 5P —
Chamfer Length
on
P6
nUa)E’x*E M BfI:mm  Unit:mm
Y—JLNo. 2263 WERD | BE | 2R USRS ETORS vrvoB| BE |BHltyy | BRTR| =@ | imflis
EDP No. Thread Size Grade TAP Limit LF THLGTH LU DCON NOF External Center drilhole dia, Stock (Yen)
8326026 X100 100 40 ([ 5,890
M7 X1 STD | OH3 19 6.2 3 Yes 6 D
8326027 X150 150 60 o 8,000
8326024 X100 100 40 o 7,230
M7 X 0.75 STD | OH3 19 6.2 3 Yes 6.3 D
8326025 X150 150 60 o 10,200
8326032 X100 100 40 o 5,720
M8 X 1.25 STD | OH3 22 6.2 3 Yes 6.8 D
8326033 X150 150 60 o 7,730
8326030 X100 100 40 o 6,450
M8 X1 STD | OH3 22 6.2 3 Yes 7 D
8326031 X150 150 60 o 8,940
8326028 X100 100 40 o 7,000
M8 X 0.75 STD | OH3 22 6.2 3 Yes 7.3 D
8326029 X150 150 60 o 9,930
8326038 X100 100 40 ([ 6,620
M9 X 1.25 STD | OH3 22 7 3 Yes 7.8 D
8326039 X150 150 60 ([ 9,200
8326036 X100 100 40 o 7,590
M9 X1 STD | OH3 22 7 3 Yes 8 D
8326037 X150 150 60 ([ 11,000
8326034 X100 100 40 o 8,320
M9 X 0.75 STD | OH3 22 7 3 Yes 8.3 D
8326035 X150 150 60 o 12,300
8326046 X100 100 41 o 6,530
M10 X 1.5 STD | OH4 24 7 3 — 8.5 D
8326047 X150 150 60 o 9,070
8326044 X100 100 41 o 6,530
M10 X 1.25 STD | OH3 24 7 3 - 8.8 D
8326045 X150 150 60 o 9,070
8326042 X100 100 41 ([ ] 7,350
M10 X 1 STD | OH3 24 7 3 — 9 D
8326043 X150 150 60 o 10,500
8326040 X100 100 41 o 8,500
M10 X 0.75 STD | OH3 24 7 3 — 9.3 D
8326041 X150 150 60 o 12,500

@ =1ZH£EER @ =Standard stock item

MIORA 2~ (BfFFIRNDEZE

Points of Tapping (effect of attachment runout)

- R OHRNZIHI T2 CECREMIDERECT T,
- FHflllEp.28ZCE RS

-+ Stable tapping can be ensured by controlling the attachment runout.
+  Please see p.28 for the furthur details.




cCniLLa!

Key Point

EETIEFEDEVEIDINIICE !

A-LT-POTICOYJ Ry SRARE R A-LT-POT ST
Along-neck type "A-LT-POT" is introduced in A-POT. - m
It's suitble for deep hole tapping that regular taps cannot handle. A POT . ﬁ

B :mm  Unit:mm

¥—JL No. 20) BE | 2R |6UgoRe | BTOR: |vrvoR| BE |RHLwy| BT mm | s
EDP No. hread Size TAP Limit LF THLGTH L DCON NOF | Extemal Center | "G T | Stock (Yen)
8326052 X100 100 48 o 7,430
M11 X 1.5 STD | OH4 25 8 3 = 9.5 D
8326053 X150 150 60 [ ) 10,800
8326092 X100 100 48 [ ] 8,450
M11 X 1.25 STD | OH3 25 8 3 - 9.8 D
8326093 X150 150 60 [ ) 12,600
8326050 X100 100 48 o 8,960
M11 X 1 STD | OH3 25 8 3 = 10 D
8326051 X150 150 60 o 13,600
8326048 X100 100 48 [ ) 9,930
M11 X 0.75 STD | OH3 25 8 3 - 10.3 D
8326049 X150 150 60 o 15,200
8326060 X100 100 48 o 7,480
M12 X 1.75 STD | OH4 29 8.5 3 = 10.3 D
8326061 X150 150 60 o 10,700
8326058 X100 100 48 o 7,480
M12 X 1.5 STD | OH4 29 8.5 3 - 10.5 D
8326059 X150 150 60 o 10,700
8326056 X100 100 48 o 7,480
M12 X 1.25 STD | OH4 29 8.5 3 = 10.8 D
8326057 X150 150 60 o 10,700
8326054 X100 100 48 o 8,500
M12 X 1 STD | OH3 29 8.5 3 - 11 D
8326055 X150 150 60 [ ] 12,400
8326065 | M14 X 2 X150 | STD |OH4 150 30 60 10.5 3 = 12 D @ 14,300
8326064 |M14 X 1.5 X150| STD |OH4 150 30 60 10.5 3 - 12.5 D @ 14,300 a
8326063 |M14 X 1.25 X150 | STD |OH4 150 30 60 10.5 3 = 12.8 D @ 17,400 g
8326062 | M14 X 1 X150 | STD |OH3 150 30 60 10.5 3 - 13 D @ 17,900 %
8326067 |M15 X 1.5 X150| STD |OH4 150 32 60 10.5 3 = 13.5 D @ 17,200 1:
8326066 | M15 X 1 X150 | STD |OH3 150 32 60 10.5 3 - 14 D @ 18,500 E)\
4L
8326070 X150 150 60 o 15,000 N
M16 X 2 STD | OH4 32 12.5 3 = 14 D A%
8326071 X200 200 80 o 18,400 | 55
@ =1Z#EER @=Standard stock item
B 74 IVDERRAFp.2ZTE T, B See p.2 for explanation of icons.
BRHUEVYRE - Vv OMAERTE Lk, DRVSIEP.56 2T E Rl W See p.56 for length of external center and shank square length( 2 k) and width(DRVS).
1.HEM  (F2RORUBEEIRDSY v T HEEE T, 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2. 5V ITHEERORUBEZRILT2DDTIEHDE A 2.Tap limit does not guarantee thread limit for the internal thread after tapping.
BEDDARRESHMTERALFTE, HRUILMANS I IVHEET BEEHHDFT 3. Stable feed control machines are recommended to avoid over size tapping.
DTTEETEL, 4. Regrinding is not recommended.
4. BIBRESEDLTEDERA. 5. The recommended tap limit corresponds to JIS class 2 internal thread standard.
5. R TIURIE. [HIIS28RHRQUATY. (HISORAEICIELHRUFERL) The recommended drill hole size that are not listed on JIS is as reference.

JISHEAEICIEVDRUDTNEIF. BEETT,

[ NEXT )2

posid ®



7":’{ y I\ g ‘y 70 D ya“y -\7 ya Spiral Pointed Tap with Long Shank

A-LT-POT

£c %
&)
=
| THGTH | o S
LU QQ‘
» BYEEBDRE (L) 5P —
Chamfer Length
on
P6
nUQE’#E M BfI:mm  Unit:mm
—JLNo. 220) WERD | BE | 2R USRS ETORS vrvoB| BE |RHltyy | BRTR| =@ | imeflis
EDP No. Thread Size Grade | TAP Limit LF THLGTH LU DCON NOF | External Center | "G AOERESC | Stock (Yen)
8326069 |[M16 X 1.5 X150| STD |OH4 150 32 60 12.5 3 - 14.5 D @ 15,000
8326068 | M16 X 1 X150 | STD | OH3 150 32 60 12.5 3 = 15 D @ 18,100
8326073 |M17 X 1.5 X150| STD |OH4 150 37 60 13 3 - 15.5 D @ 22,800
8326072 | M17 X 1 X150 | STD | OH3 150 37 60 13 3 = 16 D @ 26,200
8326077 |M18 X 2.5 X150| STD |OH5 150 37 60 14 3 - 15.5 D @ 18,900
8326076 | M18 X 2 X150 | STD |OH4 150 37 60 14 3 = 16 D @ 21,500
8326075 |M18 X 1.5 X150| STD |OH4 150 37 60 14 3 - 16.5 D @ 18,900
8326074 |[M18 X 1 X150 | STD | OH3 150 37 60 14 3 = 17 D @ 27,700
8326081 X150 150 60 ([ 22,800
M20 X 2.5 STD | OH5 37 15 3 - 17.5 D
8326082 X200 200 80 ([ 27,400
8326080 | M20 X 2 X150 | STD |OH4 150 37 60 15 3 = 18 D @ 28,000
8326079 |M20 X 1.5 X150| STD |OH4 150 37 60 15 3 - 18.5 D @ 22,800
8326078 | M20 X 1 X150 | STD |OH3 150 37 60 15 3 = 19 D @ 30,100
8326086 | M22 X 2.5 X150| STD |OH5 150 38 63 17 3 - 19.5 D @ 26,200
8326085 | M22 X 2 X150 | STD |OH4 150 38 63 17 3 = 20 D | @ 31,800
8326084 |M22 X 1.5 X150| STD |OH4 150 38 63 17 3 - 20.5 D @ 26,200
8326083 | M22 X 1 X150 | STD |OH3 150 38 63 17 3 = 21 D @ 33,700
8326090 X150 150 o 34,700
M24 X 3 STD | OH5 45 66 19 3 - 21 D
8326091 X200 200 o 40,100
8326089 | M24 X 2 X150 | STD |OH4 150 45 66 19 3 = 22 D @ 37,600
8326088 |M24 X 1.5 X150| STD |OH4 150 45 66 19 3 - 225 D @ 34,700
8326087 | M24 X 1 X150 | STD | OH3 150 45 66 19 3 = 23 D @ 40,400
@ =14 ER @ =Standard stock item
B 7 OVDFHBFp.2ZTETREL, B See p.2 for explanation of icons.
BRHUEVIRE - Vv IMAERT# LK, DRVSIEp.56 2T E L, W See p.56 for length of external center and shank square length( 2 k) and width(DRVS).
1LHEER ([F2RORPUBHERDY v ITHEEE T, 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2. 9 VTRERDRUBEZRIETDIEDTRIGDE A, 2. Tap limit does not guarantee thread limit for the internal thread after tapping.
EDDAREGHMCTEALETE HRUIMANS TIVDRET DIHEEDHDET 3. Stable feed control machines are recommended to avoid over size tapping.
DTTERTEL, 4. Regrinding is not recommended.
4. BIFERBEDLTBDE A 5.The recommended tap limit corresponds to JIS class 2 internal thread standard.
5. HEEETIVRIE, [BIIS2#DRCATT, (IBJISOFAEICTEVDHRUIEERL) The recommended drill hole size that are not listed on JIS is as reference.

JISIABICIEVDRUDTNEIG. BEETT,

8



7ﬁ’f~/ hg ‘y jo(Iy FE}I/:J '\7 ya) Spiral Pointed Tap (End Mill Shank)

IVRINWY PV I TR BRYYIOY YITHS VY —XEF—RDY v = RALTVE T,
A - P OT A-SFT with end mill style shank uses the same shank shape as OSG's HS (high speed) synchro tap series.
STURL " z
without Coolant Hole __1 8
I s Py s e B
]
THLGTH S
LF
= BffEEDRE (L) 5P
Chamfer Length .
ﬁtﬁ\cgli:-nt Hole £c §
o
(U m,ﬂ SFEE‘:'? |_tHiamH | o y
LU <
LF |
19U0)E¥§ M BA:mm  Unit:mm
Y—JLNo. 2263 Nl AERE | WEE | 2R oS0k BTORS|VrvsR BM RUtys| BRTNE | rm | mlig
EDP No. Thread Size Qil Hole Grade TAP Limit LF THLGTH LU DCON NOF External Center drilhole dia, Stock (Yen)
8325800 | M 3 X 05 - - STD OH3 46 11 19 4 3 Yes 25 D @ 3440
8325801 | M 4 X 0.7 - = STD OH3 52 13 21 6 3 Yes 33 D @ 3370
8325802 | M 5 X 0.8 - - STD OH3 60 16 24 6 3 Yes 4.2 D @ 3410
8325803 = Yes ® 3470
M 6 X1 - 6 STD OH3 62 19 29 6 3 5 D
8326901 Yes = ® 6450
8326902 | M 6 X 0.75- 6| Yes STD OH3 62 19 29 6 3 - 53 D @ 7330
8325804 = Yes ® 4560
M 8 X125- 8 STD OH4 70 22 37 8 3 6.8 D
8326903 Yes = ® 7830
8326904 M 8 X1 - 8| Yes STD OH3 70 22 37 8 3 - 7 D @ 8300
8325806 = ® 5460
M10 X15 - 8 STD OH4 75 24 41 8 3 = 8.5 D
8326905 Yes ® 34880
8325805 - ® 5460
M10 X 1.25- 8 STD OH4 75 24 41 8 3 - 8.8 D
8326906 Yes ® 38880
8325807 — @® 7,180
M12 X 1.75 - 10 STD OH4 82 29 48 10 3 = 10.3 D
8326907 Yes @ 10,800
8326908 |[M12 X 1.5 -10 | Yes STD OH4 82 29 48 10 3 - 10.5 D |@| 10,800
8326909 |[M 12 X 1.25 - 10 | Yes STD OH4 82 29 48 10 3 = 10.8 D @ 10,800
8325808 | M 14 X2 -12 - STD OH5 88 30 48 12 3 - 12 D @ 10300

B 71 OVOHEBEp 2 ETE T,
BRH LY SRE - Vv SMEEET% ek, DRVSIEp.56 BB T,

1L.IVRIIYPYO@ETVY MRIVY. S=UVIRIVIBEECHITLTNE I DN
FOOIEHFHERILY ZTEATEL,

2.EEHM IERERBITEEMED DEIEDEZRIRE Ul 20ABZEHD
S YTHEBEE T,

3. 9 VIRERHRUBEZRIETDEDTIESHOFEA.

4 EZDDARZEEHMTERALEITE. DRUIBANSTILHRETDIEEDHDET
DTTEETEL,

5. BifERSEIHLTHEDE A,

6. HEETIURIE IBJIS2HRDRUATY, (IHJISORIEICIELHRUIEERL)
JISHABICIEVDRUD TR SEETT,

@ =1Z#EEmR @=Standard stock item

M See p.2 for explanation of icons.
W See p.56 for length of external center and shank square length(2k) and width(DRVS).

1. Although taps with end mill shank are compatible with a collet holder, milling
holder and etc., use a holder with a detent.

2.The recommended tap limit corresponds to JIS class 2 internal thread standards
only if combination of maintaining the high accuracy and complete synchronous
feed is applied.

3.Tap limit does not guarantee thread limit for the internal thread after tapping.

4. Stable feed control machines are recommended to avoid over size tapping.

5.Regrinding is not recommended.

6. 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.
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1% VA A JOaviy Y0 (I“J R+ 77) Spiral Pointed Tap with Long Shank (End Mill Shank)

IVRIWI PV IIALTIF BRYYIOY YITHS VY —XEB—ROY v = RALTVE T,
- - A-SFT with end mill style shank uses the same shank shape as OSG's HS (high speed) synchro tap series

z
2c Q
] 8
D B [T = 0
| THIGTH | o r
LU
= BfYEHORE(L0) 5P ! <
Chamfer Length LF
T SPEED
CPM v b7 FIE’EGD
nuwﬁﬁﬁ M i :mm  Unit:mm
Y—JLNo. 2263 WERD | HBE | 2R USRS BTORS | vrvo® | B | Bhltyy | BRTIE  mm | i
EDP No. Thread Size Grade | TAPLimit LF THLGTH L DCON | NOF | Extemal Center | "G00~ | Stock | (Yen)
8326400 X100 - 4 100 ® 6,400
M 3xX05 ——— STD | OH3 11 20 4 3 Yes 25 |D
8326420 X150 - 4 150 ® 9110
8326401 X100 - 6 100 ® 5820
M 4%X07 ———— STD | OH3 13 27 6 3 Yes 33 [D
8326421 X150 - 6 150 ® 8020
8326402 X100 - 6 100 ® 5210
M 5%xXx08 ——— SID OH3 16 33 6 3 Yes 42 |D
8326422 X150 - 6 150 ® 7460
8326403 X100 - 6 100 ® 5340
8326423 |M 6 X1 X150 - 6 | STD | OH3 150 19 40 6 3 Yes 5 D@ 7180
8326424 X200 - 6 200 ® 9430
8326404 X100 - 8 100 ® 6320
8326425 |M 8 X1.25 X150 - 8 | STD | OH4 | 150 22 53 8 3 Yes 68 |D|@| 8520
8326426 X200 - 8 200 ® 10,800
8326406 X100 - 8 100 41 ® 7,180
8326427 (M 10 X1.5 X150 - 8 | STD | OH4 | 150 24 60 8 3 = 85 |D|@ 9970
8326428 X200 - 8 200 80 ® 11,700
8326405 X100 - 8 100 41 ® 7,180
8326429 |M 10 X1.25 X150 - 8 | STD | OH4 | 150 24 60 8 3 - 88 |D|@ 9970
8326430 X200 - 8 200 80 @ 11,700
8326407 X100 - 10 100 48 ® 38270
8326431 |[M12 X1.75 X150 - 10 | STD OH4 150 29 60 10 3 = 103 |D|@| 11,800
8326432 X200 - 10 200 80 @® 14,200
8326408 X150 - 12 150 60 @® 15900
M14x2 ———— STD | OH5 30 12 3 - 12 D
8326433 X200 - 12 200 80 ® 17,400
8326409 X150 - 16 150 60 ® 16,500
M16 X2 ———— STD | OH5 32 16 3 = 14 D
8326434 X200 - 16 200 80 @® 20,300
8326410 X150 - 16 150 75 @® 25,100
M20xX25 —————— STD | OH5 37 16 3 - 175 |D
8326435 X200 - 16 200 80 @® 30,100
8326411 X150 - 20 150 @® 37,800
M24x3 ———— STD | OH5 45 90 20 3 = 21 D
8326436 X200 - 20 200 @® 43,500

@ =1Z#FER @ =Standard stock item

BEAEDOTEREP.S0ZTSRTEL, W Please refer p.50 for notes/precaution of usage.

® 8



RA Ty v Spiral Pointed Tap

A-POT

O o s s e — S
—M—J 2k ©

= BffEBOREE(20) 5P = ‘ ¥

Chamfer Length LF

on 0

P6
EUOE’#E :U HfiI:mm  Unit:mm
—JbNo. 224 WERD | HBE | 2R OUS0Re ETORS vrvoB| EE |BHltyy |BRTE | m | imeits
EDP No. Thread Size Grade | TAP Limit LF THLGTH Lu DCON NOF | Extemal Center | "Gl holadis |  Stock (Yen)

8327012 | No. 4 - 40UNC STD OH2 44 15 - 3 2 Yes 23 D @ 4,010
8327018 | No. 5 - 40UNC STD OH2 46 1 19 4 3 Yes 2.6 D @ 3,940
8327024 | No. 6 - 32UNC STD OH2 48 13 21 4 3 Yes 2.8 D @ 3,870
8327030 | No. 8 - 32UNC STD OH2 52 13 21 5 3 Yes 34 D @ 3,850
8327036 | No.10 - 24UNC STD OH2 60 16 24 55 3 Yes 3.8 D @ 3,850
8327039 | No.10 - 32UNF STD OH2 60 16 24 55 3 Yes 4.1 D @ 3,850
8327049 Va - 20UNC STD OH3 62 19 29 6 3 Yes 5.1 D @ 3,960
8327051 Va — 28UNF STD OH2 62 19 29 6 3 Yes 55 D @ 3,960
8327058 %6 — 18UNC STD OH3 70 22 37 6.1 3 Yes 6.6 D @ 4,770
8327061 %6 — 24UNF STD OH3 70 22 37 6.1 3 Yes 6.9 D @ 4,770
8327067 3/s - 16UNC STD OH3 75 24 41 7 3 - 8 D @ 5,280
8327073 3/s - 24UNF STD OH3 75 24 41 7 3 = 85 D @ 5,280
8327080 7h6 — T4UNC STD OH3 80 25 48 8 3 - 9.4 D @ 6,370
8327083 7h6 — 20UNF STD OH3 80 25 48 8 3 = 9.9 D @ 6,370
8327090 %2 - 13UNC STD OH4 85 29 48 9 3 - 10.8 D @ 7,460
8327096 %2 - 20UNF STD OH3 85 29 48 9 3 = 11.5 D @ 7,460
8327105 %6 — 12UNC STD OH4 90 30 48 10.5 3 - 12.2 DN J 10,300
8327108 %s - 18UNF STD OH3 90 30 48 10.5 3 = 12.9 D @ 10,300 a
8327111 5/8 - TTUNC STD OH4 95 32 52 12 3 - 13.6 D @ 13,000 g
8327114 5/8 — 18UNF STD OH3 95 32 52 12 3 = 14.5 D @ 13,000 %
8327120 3 - T0UNC STD OH4 105 37 58 14 3 - 16.5 D @ 15,900 h%
8327123 34 - 16UNF STD OH4 105 37 58 14 3 = 17.5 D @ 15,900 (2
8327130 7/ = 9UNC STD OH5 115 38 63 17 3 - 19.5 D @ 28,200 -:S
8327132 7/8 — TAUNF STD OH4 115 38 63 17 3 = 20.5 D @ 28,200 | |55

B 74 OVOHBAEp2ETE TS,
BB LBV SRS - vy I MESTELK DRVSIEp. 56 £ E R,

1.HEER 32BHRUBAZEROY v I HERE T,

2. 5 VTHEEIRDRUBEZRIETDHDTIESDIEE A,

3. EDDARRELBHEMCTRALTTE, DRUIANS IIVDRET DBEHEDET
DTTEETEL,

4. BERBESHLTEDEEA.

5. HEETRUR. JIS2BHRUATT, (JISOBEICIENDRUIFERL)
JISHAEICIEVDRUDTNEIF. BEETT,

&

@ =1Z#EER @=Standard stock item

B See p.2 for explanation of icons.
W See p.56 for length of external center and shank square length (2 k) and width(DRVS).

1. The recommended tap limit corresponds to JIS 2 B 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 2 B internal thread standard (with
the exception of internal threads not listed in the JIS standard).
The recommended drill hole size that are not listed on JIS is as reference.



OH *EE': DL‘t OH Limit

F—IRI—RERIY v T&. REDHRUREZRRE L TV ZHIC,
BEERNICHENRELTH D FERREFICEDETEETED LS. MAD
OHBEEARZHRALCHEOET,

P =0.6(40lLAE) DBHD r=os r1za0

OSG applies a unique system of tap pitch diameter limits. We call it the
OH Limit System. Using the step method, you can select the best tap
pitch diameter limits to match your work conditions.

[BJIStHRa UHEE

Previous JIS Internal Thread

JISH UHEE
JIS Internal Thread

Class 1 -

- | . M3X0.
LOHEE 0.010+0.015%n WAl M3X05  Ex.M3x05
upper limit:0.010+0.015X n OH% v TiERE
TOFFEZE | EDOFFEZE—0.015 OH Limits
lower limit : (upper limit) —0.015
+120 +
8fii:mm (n=OH&ES)
Unit: mm (n=0H number) =
+100 A o
# . OH6
+80
7 0 |k
@n 460 4 s |OH4
s OH3
S 440 - e
2 OH2
o +25
+20 A OH1
meEmE 0
Basic Pitch Dia.

+125

+125

0.7 (361LULAT) = P<4(8ILUEBR) o7 (Tri.=36) =p<s (TP1>8)

|[BJISHRUHEE

Previous JIS Internal Thread

JISHa UKERE
JIS Internal Thread

Class 1 £5—

n W5l M10X1.5 Ex. M10X1.5
LOFFEZE0.020Xn
upper limit:0.020X n +230 OH% v THE
- . - OH Limit
TOHFEE  FOFEZE—0.020 +210 l lone
lower limit : (upper limit) —0.020 a
+180
8fii:mm (n=OH&ES) B +160
Unit: mm (n=OH number)
M +140
Z +120 +120
—~ OH6
m +100 - iuo
~ OH5
& 180 +20
o
H4
S +60 w0 |°
o 40 o OH3
0] e ]*®
o |OH1
BEAWE 0
Basic Pitch Dia.

Class2 =N =

P=4(8LLUEAT) p24rr=s

5 W5 M36Xx4 Ex. M36x4
LEDEFEE0.020xn i
upper limit: 0.020x n 55D 4 OH v T4 IBJIStH1a U HERE JSHRUME w3z
-FG)?FEE J:oqu:?é#%_oo3o 4340 4 OH Limits Previous JIS Internal Thread +340 JIS Internal Thread
lower limit : (upper limit) —0.030
+300 3 +300
BT : mm (n=OH&ES) a FN
Unit: mm (n=0H number) +230 1 Py
M 140 | 25 S
& +120 A 1
~ 0
Lm +100 A -
S +80 A S
a
£ +60
[N
+40
+20
BEEEMER 0
Basic Pitch Dia.




GH *EE‘:DL“C GH Limit

BUVBENERINDIMERERORQUMIICHIGT S, OHFEEXD Applied tighter tolerance GH limits to satisfy high precision demand
NEDFEVGHIBEEFALE L. from aerospace threading parts operation.

GHEE chumit

GH1,2 GHY v THEE HRRUEE HRUHEE

_ GH Limits Internal Thread Internal Thread

LOFEZE:0.013Xn No.6-32UNC(2B), No.6-32UNJC(3B) 7/16-20UNF(28), 7/16-20UNJF (38)

upper limit:0.013X n +140 - +137

TOHFEE | LOFFEZE-0.013

lower limit : (upper limit) —0.013 B +120 A 2

400 A 2 -

GH3LA_E GH3 and over ® 2 g

LOFFEE 1 0.013% (n-2)+0.025 I e . °

upperlimit: 0.013x (n-2)+0.025 Hm a E‘ *

TOHFEE | LOFEE—0.013 g 0T 451 |GHS B

lower limit : (upper limit) —0.013 § o 438 |GHa
841 :mm (n=GH&S) & 126 |GH3| s
Unit: mm (n=GH number) —

+20 +13 |GH2
mEEHE il
Basic Pitch Dia.

A 5
e
4K\\cc




ERT—I\9YIJDEER

Precautions When Using Taper Pipe Taps

QTHEINLY s

.Emj_-_’ \og‘y 7@';7]&"] h,bg Cutting torque of taper pipe thread

(N-m) 140
BHITE:ATPT
"1 | % w41 - ss400-FCDA00 120
)] Work Material SS400
B 100 | T AN AN Z N
) Drill Hole Staight
Vg SIER A © AR ELIELRA
r Coolant Water-Soluble
i 75
: 60|
g FCD400
S 4ol
20t
0 10 . .
PT % PTVa PT12
Yy T DFEY

Thread Size

9 Z h‘y 707_7 Stop Marks

BERT—I\YvTR. —lROFETIVTERKED
SEERUEFCHIHIZITLWE T DT, ERIEHRH
BIUL. I\ RS yTD2 ~EFDOEHIMNL I H

hHbE,

Unlike straight taps, taper pipe taps have a much higher volume of chip

removal in the tapping process, resulting in greater friction and requires
2 - 3 times the tapping torque than hand taps.

e W/ﬁ Geometry

ARvIR—0
Stop Marks

el JTMILeHRLEF. A by TI—5
HELET, TNHEEICHEIESICE. ALY R
SILOFERZEHERLET,

Female screws processed by cut taps have stop marks. If it presents
a problem, the use of OSG's thread mill series is recommended.

.'f 79—5 v jﬂgﬁ’éﬁm Interrupted thread geometry
FEHADMRICKD BIELHAHEZERL. GUNZERLELE T,

The variable skip tooth geometry prevents galling by maintaining appropriate amount of cutting depth.

. A'TPTt A-S-TPT(DH?:I*]:BE Geometry comparison of A-TPT and A-S-TPT

ERT—/\RURc(PT) - NPTIZHERDTPT ES-TPTD2IEHDARZHRALTLE T,
RUBORE EEEREIBILIIS B 4446f1RE (RE) ERT—/\RUAY v 7 (PTRREKLUPSH) I
ZUTREBUR (TPT) &AL (S-TPT) ZRELCTVE T,

Taper pipe taps Rc(PT) and NPT employs two types of geometries from
the conventional TPT and S-TPT. The length of threaded parts and
gauge diameters of TPT and S-TPT are following JIS B 4446 Appendix.
Hand Taps for Pipe Thread for Taper Thread (PT Series Taper Taps and

PS Series Parallel Taps).

Bl = Example
m =)L No. 226) R | RS «
Tool EDP No. Thread Size Total Length | Gauge Diameter
A-TPT | 8327655 25
PT 2-14 125
A-S-TPT | 8327665 17

8

FiZIN

Geometry

A-TPT

BREEANE

Gauge Diameter

=i



:J -\7 y 7 m%gﬂﬁz% Straight Shank with Flat Part

BT :mm  Unit:mm

vz R MEES | mALE MEES | WELE

DCON 2k DRVS DCON 2k DRVS DCON 2k DRVS
3 5 2.5 12 12 9 26 24 21
4 6 3.2 12.5 13 10 28 24 21
5 7 4 13 13 10 30 26 23
5.5 7 45 14 14 11 32 30 26
6 7 45 15 15 12 35 30 26
6.1 8 5 16 15 12 38 32 29
6.2 8 5 17 16 13 40 35 32
7 8 5.5 18 17 14 44 38 35
8 9 6 19 18 15
8.5 9 6.5 20 18 15 z
9 10 7 22 20 17 8

10 11 8 23 20 17

10.5 11 8 24 22 19 ™ &

11 12 9 25 22 19 <

%m lJ t y QEZ Length of External Center

X—=KILRU 177400
Metric threads 86 mm Unit:mm Unified threads 855 mm  Unit:mm
M1.4 0.6 No. 4 1.2
M 1.6 0.6 No. 5 1.3
M 1.7 0.7 No. 6 1.5
M 2 0.8 No. 8 1.8
M 2.2 0.8 No. 10 2.1
M 2.3 1 U VY 2.7
M 2.5 1 U e 34
M 2.6 1.1
M3 1.2
M 3.5 1.5
M 4 1.7
M 4.5 1.9
M5 2.2 g
M 5.5 24 %g
M 6 2.6
M7 3.1
M8 3.5 A-POTM3J Only for spiral pointed taps
M9 4 HRHUEVIREGFSE[ETI, #Thelengths listed above are for reference only.

pocid [50)



19 U -F/r.t?%ﬁ Recomennded Drill Hole Size

)(_ NI/?QU Metric screw threads B :mm  Unit:mm
. sz | BRIVETUR RATNE . sz | RAVETUR RATNE
QL OEY HERERE | Lol o Max. dril hole dia. 2L Oy HESERE | ol d Max. drill hole dia.

Recommended Recommended

Thread Size Thread Size

drill hole dia. drill hole dia.

BHEELE | [BIS2iRA 6HA BHEEILE | [RIS2#kA 6HMA

M 14X 03 1.1 1.08 1.14 1.16 M10 X 1.5 8.5 8.38 8.67 8.67
M 1.6 X 0.35 1.25 1.23 1.32 1.32 M10 X 1.25 8.8 8.65 8.91 8.91
*M 17X 035 1.35 - — 1.42 M10 X 1 9 8.92 9.15 9.15
M2 X 04 1.6 1.57 1.67 1.67 M10 X 0.75 9.3 9.19 9.37 9.37
M 2 X 025 1.75 1.73 - 1.8 M11 X 1.5 9.5 9.38 9.67 9.67
M 22X 045 1.75 1.72 1.83 1.83 M11 X 1.25 9.8 9.65 — 9.91
M 22X 0.25 1.95 1.93 - 2 M11 X 1 10 9.92 10.15 10.15
*M 23X 04 1.9 = = 1.97 M11 X 0.75 10.3 10.19 10.37 10.37
M 25X 045 2.05 2.02 213 213 M12 X 175 10.3 10.11 10.44 10.44
M 25X 0.35 2.15 213 2.22 2.22 M12 X 1.5 10.5 10.38 10.67 10.67
M 2.6 X 045 2.15 — - 2.23 M12 X 1.25 10.8 10.65 10.91 10.91
M 3 X 05 2.5 2.46 2.59 2.59 M12 X 1 11 10.92 11.15 11.15
M 3 X 035 2.65 2.63 2.72 2.72 M14 X 2 12 11.84 12.21 12.21
M 35X 0.6 29 2.85 3.01 3.01 M14 X 15 12.5 12.38 12.67 12.67
M 35X 0.35 3.15 3.13 3.22 3.22 M14 X 1.25 12.8 12.65 = 12.91
M 4 X 07 33 3.25 342 342 M14 X 1 13 12.92 13.15 13.15
M 4 X 05 35 3.46 3.59 3.59 M15 X 1.5 13.5 13.4 13.6 13.67
M 45X 0.75 3.8 3.69 3.87 3.87 M15 X 1 14 13.95 14.15 14.15
M 45X 0.5 4 3.96 4.09 4.09 M16 X 2 14 13.9 14.2 14.21
M5 X 08 4.2 4.14 4.33 4.33 M16 X 1.5 14.5 14.4 14.6 14.67
M5 X 05 4.5 4.46 4.59 4.59 M16 X 1 15 14.95 15.15 15.15
M 55X 0.5 5 4.96 5.09 5.09 M17 X 1.5 15.5 154 15.68 15.67
M6 X 1 5 4.92 5.15 5.15 M17 X 1 16 15.95 16.15 16.15
M 6 X 075 53 5.19 5.37 5.37 M18 X 25 15.5 15.3 15.7 15.74
¥M 6 X 0.5 55 - — 5.59 M18 X 2 16 15.9 16.2 16.21
M7 X 1 6 5.92 6.15 6.15 M18 X 1.5 16.5 16.4 16.6 16.67
M7 X 075 6.3 6.19 6.37 6.37 M18 X 1 17 16.95 17.15 17.15
M 8 X 125 6.8 6.65 6.91 6.91 M20 X 25 17.5 17.3 17.7 17.74
M8 X 1 7 6.92 7.15 7.15 M20 X 2 18 17.9 18.2 18.21
M 8 X 075 7.3 7.19 7.37 7.37 M20 X 1.5 18.5 18.4 18.6 18.67
M9 X 125 7.8 7.65 7.91 7.91 M20 X 1 19 18.95 19.15 19.15
M9 X 1 8 7.92 8.15 8.15
M9 X 075 83 8.19 8.37 8.37
R TTURIIIBNIS2HRORUATT, (IBISOMBICIELSHRAUIFERL) The recommended tap limit corresponds to JIS class 2 internal thread standard.
# JISHEABICTEVHRUDTRIESEETT. % The recommended drill hole size that are not listed on JIS is as reference.



B :mm  Unit:mm

. vogz | RUVEIUR RATNE . vogz | RUVEIUR RATNE
R U DIV ﬁﬁﬁe’n :’f M.l hoe i Max, il hole dia R U DIV ﬁﬁﬁe’n ;’f i, il hole i Max. il hole dia
Thread Size 3 i Thread Size p .
drill hole dia. drill hole dia.
HHEEILE | IBIS2iA 6HA BHREHE | IBIS21kA 6HA
M22 X 25 19.5 19.3 19.7 19.74 M36 X 32 31.7 32.2 32.27
M22 X 2 20 19.9 20.2 20.21 M36 X 33 32.8 33.2 33.25
M22 X 1.5 20.5 204 20.6 20.67 M36 X 1.5 345 344 34.6 34.67
M22 X 1 21 20.95 21.15 21.15 M39 X 4 35 34.7 35.2 35.27
M24 X 3 21 20.8 21.2 21.25 M42 X 45 375 37.2 37.7 37.79
M24 X 2 22 21.9 22.2 22.21 M42 X 3 39 38.8 39.2 39.25
M24 X 1.5 22.5 224 22.6 22.67 M42 X 1.5 40.5 40.4 40.6 40.67
M24 X 1 23 22.95 23.15 23.15 M45 X 45 40.5 40.2 40.7 40.79
M27 X 3 24 23.8 24.2 24.25 M48 X 5 43 42.6 43.2 43.29
M27 X 1.5 255 254 25.6 25.67 M48 X 3 45 44.8 45.2 45.25
M30 X 3.5 26.5 26.3 26.7 26.77 M52 X 5 47 46.6 47.2 47.2
M30 X 3 27 26.8 27.2 27.25 M56 X 5.5 50.5 50.1 50.7 50.7
M30 X 1.5 28.5 284 28.6 28.67 HRTURIFIHIS28RHRQCATT, (IBISOFBBICIEVHRAUIRERL)
¥ JISHBICTEVDHRUDOTNRRESEETT.
M33 X 3.5 295 293 29.7 29.77 The recommended tap limit corresponds to JIS class 2 internal thread standard.
M33 X 3 30 208 30.2 30.25 % The recommended drill hole size that are not listed on JIS is as reference.
M33 X 1.5 31.5 314 31.6 31.67

F "'"”u I l- l; Flawless holes for
J \ [ &5 perfect threading

The A Brand

SHA I

for details:
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AFVVAR-FIVERR
BRIV BEISy~RUIL BERVIL KIS EERE VIV
Carbide Drill Carbide Flat Drill Carbide Drill for Stainless Steels & Titanium Alloys 3-Flute Carbide Drill with Oil Hole
AD-ADO ADF ADO-SUS ADO-TRS

posid 5¢)


https://www.osg.co.jp/products/a_brand/index.html?utm_source=qrcode&utm_medium=n_102&utm_campaign=abrand

19 U -F/r.t?%ﬁ Recomennded Drill Hole Size

=7 7‘(19 U Unified screw threads

B{I:mm Unit:mm

RU OIS 5’1(-j§ ?rgfn'rl:ﬁz% Js chalgzzB%rﬁfE dia. RUOHY %gl% ﬁﬁ'ﬂ?ﬁ s chaIsf fsBdrTﬁfE dia.
Thread Size VO drilholedia. | B/VFIUR | RATRE Thread Size ETECN dillholedia. | BR/VFINR | RA TR
Min. drill hole dia. | Max. drill hole dia. Min. drill hole dia.| Max. drill hole dia.
No.4 - 40UNC| 2845 | 23 216 | 238 %% - 1TUNC 136 | 134 | 138
5 - 40UNC| 3175 | 26 249 | 269 % - 18UNF| 00 ias | 144 | 146
6 -32UNC| 3505 | 28 265 | 289 Y4 -T0UNC| 165 | 164 | 168
8 -32UNC| 4166 | 34 331 | 353 Ya - 16UNF 175 | 174 | 176
10 - 24UNC 381 | 369 | 3.93 7% - 9UNC 195 | 192 | 197
4.826 22225
10 - 32UNF 4 397 | 416 7% - 14UNF 205 | 203 | 206
Va - 20UNC 5.1 498 | 525 1 - 8UNC| 254 | 222 | 22 226
Ve - 280NF | 00 | ss 536 | 558 % 1% - 8UN | 28575 | 255 | 252 | 257
% - 1BUNC| 66 641 | 673 % 1% - 8UN | 3175 | 287 | 284 | 289
%6 - 24UNF 69 | 679 | 703 % 1% - 8UN | 34925 | 318 | 315 | 321
% -16UNC| | s 78 8.15 % 1% - 8UN | 38.1 35 347 | 353
Y5 - 24UNF 85 839 | 863 % 1% - 8UN | 41275 | 382 | 379 | 384
% - 14UNC 94 915 | 955 % 1% - 8UN | 4445 | 414 | 411 | 416
% - 200NF | 2 90 973 | 10.03 % 1% - 8UN | 47.625 | 445 | 442 | 448
% -13UNC| 108 | 106 | 11.02 % 2 - 8UN | 508 | 477 | 474 | 48
Y2 - 20UNF 1> | 133 | 116 5 STV RL DB T RESSZETT.
% - 12UNC 12.2 12 124 JIS B 1004-1975IC K%, BEIFENUEREIFXA—MNLRQLEFUTT,
v - tsune| ' [T [Tiam |13 | M e ne s etcsonios
A Y—rRUAX—MNLRU _ AY—MRUAIZT 71400 ,
Helicoil / EG / STI: Metric screw threads B :mm Unit:mm Helicoil / EG/ STI : Unified screw threads B :mm Unit:mm
ERPAVINES AP AVINES
RUORY Drllholedia. | A K UJLEE RUORY Drilihole dia. | @A R UL
Thread Size - < Suitable Drill dia. Thread Size Suitable Drill dia.
%’ﬂg;ﬁ EEEDMtg;E %’&Eiﬁ Esiz/lta\_).(l.'iﬁ
M2 X 04 (252 | 209 | 218 215 No 10 -32 (587) | 5 5.18 5.1
25 X 045 (3.085) | 26 | 269 265 Ve - 28 (7528) | 655 | 672 6.65
26 x 045 (3.185) | 27 | 279 275 % - 24 (9.313) | 817 | 835 8.25
3 x05 (3650 | 311 | 32 315 Y - 24 (10900) | 976 | 993 9.85
4 x07 (4909 | 416 | 429 425
5 x08 (6039 | 518 | 533 525
6 x1 (7300 | 622 | 64 63
8 x 125 (9.624) | 828 | 848 8.4
10 x 15 (11.948) | 1033 | 1056 | 1045
12 x 175 (14274) | 1238 | 1264 | 125




G(PF)

BfiI:mm Unit:m

m

ERRU PipeThread v o N\
HER TR TR TIRERX 198248, ISOBAICKDIISDBRRUMENUES N, RUOHTRSHEEENEL
2703 142 Recommended | (Uoh'B'DE) | (UoHHbX) et RUREOEBEEIS. 5y EHRRSDo0ERMAT ST ENTRETT.
Thread Size d drillholedia. | Drill hole dia. min. | Drill hole dia. max. e e A e L e R
Major dia. acceptable to use taps with both new and old symbols.
G Yie 7.723 67 | 656 (100%) | 679 (80%) | | (KESEEE)
G(PF) Vs 9.728 8.7 8.57 /i 88 /i RS Has
Type Old Symbol New Symbol
Va 13.157 117 1145 0 [11.87 (75%) e ——T A
5 Taper pipe threads for pressure-tight joints PT RC
/8 16.662 15.2 14.95 " 1538 1  mEREAwRL pS Rp
1 ] i o arallel pipe threads for pressure-tight joints
) 20.955 19 18.6 19.1 (80%) RARBERTEHAL oF -
5/8 22.91 1 21 206 1 21 I Parallel pipe threads for mechanical joints
s ]
3/a 26.441 24.5 241 " 246 1 1. JIS B 020357 —/ Cibia UDFH FHBIFMTF D EIC BB 5D D & & (2. Bt UBDIMRIED
IENUAARZLILCED DEHENBDIHFEADA L — ~UTH 2.
7/g 30.201 28 27.9 1 283 I 2. JIS B2301 7 —/ \shha U D5 ELfBIE SF DR ENICESEEND 3 & = (2, IMETBOILENS2ILIC
BORIFNEESEVEEDZ U— RTH 2.
1 33.249 30.5 30.3 " 309
st one thread at the small diameter
hread at the small diameter position
RC(PT) : Rp(PS) B :mm  Unit:mm
7550203 758 230
= F—I\»R U Rc(PT) FE175H1 U Rp(PS) F—I\HHhU
O ytjﬁt Taper internal threads Rc(PT) Parallel internal threads Rp(PS) Taper internal threads
Thread Size Major dia. tE(E ANES tEIE ANES tE(E IVANES
Calculated value Drill hole dia. | Calculated value Drill hole dia. Calculated value Drill hole dia.
Ve 7.723 6.23 6.2 6.49 6.5 — —
Vs 9.728 8.235 8.2 8.495 8.5 8.191 8.2
Va 13.157 10.941 10.9 11.341 11.4 10.945 10.9
/s 16.662 14.428 14.4 14.846 149 14.388 14.4
V2 20.955 17.95 18 18.489 18.5 17.943 18
¥/a 26.441 23.349 23 23.975 24 23.305 23
1 33.249 29.423 29 30.111 30 29.353 29
NPT - NPSC B mm( )I&inch Unit:mm( )=inch
~ . F—I/\a L (NPT FTRU (NPSC
Tja-per thread§ (NPT)) Parallgl threa(ds (NPgC)
=R 5 L’fI}dl'lg
O yigi Drill dia. RU LR
Thread Size Maior dia —T&EFERTIES —TEFERALUEVES Drill dia.
jordia. Where Reamer is used Where Reamer is not used
Ve 7.770 - 5.94 (0.234) - 6.15 (0.242) Va | 635 (0.25)
Vs 10.117 2Yea 8.33 (0.328) — 8.43 (0.332) 5| 8.74 (0.344)
Va 13.426 ey | 1072 (0.422) 7% | 11.13 (0.438) % | 11.13 (0.438)
3 16.866 %e | 1427 (0.562) %6 | 14.27 (0.562) 4| 14.68 (0.578)
Y2 20.980 e | 17.48 (0.688) 4%%a| 17.86 (0.703) 34| 18.26 (0.719)
3/a 26.325 %4 | 22.63 (0.891) 293, | 23.01 (0.906) 5%a| 23.42 (0.922)
1 32934 1Vs 28.58 (1.125) 1 %a | 28.98 (1.141) 1% | 29.36 (1.156)

RUJLEIE. ZAUAERTRUANSI/ASME B1.20.1-1983 Pipe Threads,

General Purpose (Inch) (IEBE#RERUILBIDIRBLICBDT,

The drill sizes are quoted from ANSI/ASME B1.20.1-1983

Pipe Threads, General Purpose (Inch) Appendix.
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To manufacturers who are looking for a tap holder for equipment with synchronous feed mechanism

5y ITIILICEIT PME2ZRIERTT
Z=h2DL EDZS. RILY DREEHHETT .
SHEEEICSHBITIEL,

Take the following survey to determine if the SynchroMaster tap holder is right for your threading application.
If two or more apply, the SynchroMaster tap holder can help you optimize performance.
Please consult with an OSG sales representative for details.

YyITMIDNSTIVRIE

SynchroMaster Compatibility Checklist

v EEED S = MR ER LTS

% SynchroMaster[FEEIXDEB M EEMERTY

Using equipment with synchronous feed mechanism
*SynchroMaster is designed only for machines with synchronous feed mechanism

ALy MRILS EERLTVD

Collet holder is used

ANERDBEELEL

Tool life is unstable

AR RNEIFENIEE

Occurrence of sudden tool breakage

Ny ICEREEEIE G2

Abnormal cutting marks on the tap

tJJ'ﬁ'JJ'E (ﬁ“) Cutting marks (example)

AY v TEDEEIRE*

Designed for the A-Tap

Yo OXRY —

S '_"i

sv7rvy SynchroMaster ===

Tap Holder



https://www.osg.co.jp/products/others/spec/synchromaster.html?utm_source=qrcode&utm_medium=n_102&utm_campaign=synchromaster

F—IRIV—RRIEICEULVLWEDHESZ
*E E lJ-C L‘ i 3- OSG’s Environmental Initiatives

03

Ba—542J

Recoating

BiE-81—FT120

Tool Reconditioning

ERATCERLLFO>EIEZ#HSE
BIATACLRE.BEERILE
WIRIRIBOREZTHNODEBIC
DIENDET,

Tool reconditioning contributes to resource
conservation by bringing worn cutting tools back to life, 0 ; "
which is environmentally friendly and sustainable.

BifE
Regrinding

D 04
RAE

Inspection

BHE-BI1—FT«42J

Tool Reconditioning

o1

PN RS - e
Inspection upon arrival Packaging and
shipment

05

EEVSLII)

Carbide Recycling

BMECELBLLEOLBEIRRIBAR/N\—RXZILT [BEYYAI)V] §DHTEHTRETT,
BEUTAIILE HLEBOL7AIN ZLZLSCBREMADERAEZ ST LN TE RIEFREICRIBET,

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.

BAEN—RX5) {8

BEITETHNIE. ZLDODEMEBEIENEABHOK 1B&HbDEIRE  20kg~ U1 IILEE :
IVREW-RU-U—7T- (B—Xwh E5Zw2. GERIZAARN—RASLICTEE- IRDAH ICTH
FyTEDHRERE FREM YO EDDORER) EREEELL)

As long as the tool has been hardened, it doesn't
have to be separated into categories such as end
mills, drills, reamers, and tips.

Tools that contain a small amount of different
materials are accepted (tools with cermet, ceramic
and steel shanks are separated)

Amount of material that can be sent for recycling :

20kg and over (shipping costs are paid by Nihon
Hard Metal Co., Ltd.)

Recycling payment :
by direct bank deposit




shaping your dreams
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TEL (022) 390-9701
TEL (024) 991-7485
TEL (029) 354-7017
TEL (0270) 40-5855
TEL (028) 651-2720
TEL (025) 288-3888
TEL (03) 5715-2966
TEL (042) 645-5406
TEL (046) 230-5030
TEL (0266) 58-0152
TEL (0268) 28-7381
TEL (054) 283-6651
TEL (053) 461-1121
TEL (0533) 82-1145

M
FEFLm

TEL (0566) 62-8286
TEL (0533) 82-1145
TEL (052) 589-8320
TEL (058) 259-6055
TEL (077) 553-2012
TEL (06) 4308-3411
TEL (078) 927-8212
TEL (076) 268-0830
TEL (086) 241-0411
TEL (082) 532-6808
TEL (087) 868-4003
TEL (092) 504-1211
TEL (093) 922-8190
TEL (096) 386-5120

/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 ©2018 OSG Corporation. All rights reserved.
« BRBICOVTIE, BICHR - MRZIT>THDEIDT. FELFLAHYOJBHETRE

Tool specifications are subject to change without notice.
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