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Highly Efficient Multi-purpose Forming Tap
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Y INMIIC, E>TVOWEEBAD?

Do you have any problems with tapping?

Sy IMIOESENSTVEREG, D FHHORRESTT. A-XPFlE. HHEBHER TS
TETRUIERMT oD THRELE R A IBEVREM P EIRECHETE2EMN
FRETT,

—= Most tapping troubles are caused by unstable chip evacuation. The A-XPF forms threads by plastic deformation of the work material and does not generate
cutting chips. It is a revolutionary product that excels in a wide range of work materials and cutting conditions.

v ITIIDNST)L TOP3 Tapping Troubles

N°.1 ;E}E * /Klj Breakage and chipping 26% Eu
e o MIILEEE
No.2 Tab*ﬁfEOJTE Dimensional error 17 /O ..m b ( ?,,
No.3 {TLN. D‘UD% Galling 14% Main;zcctg;;schip
%a)ﬁi:! Others 43%

HHIAS 21T — 3V I PILNDIEBER-KID

Source: OSG Technical Consultation Division

YIb{FEOTEEEDL

Improves productivity with zero cutting chips

RRASAN=ZERIR e = L |
S Y N 1 7 Z I‘ﬁﬁr&? QE,JH I Stable machining with reduced thrust
3 <
Tk
[PAT. in Japan] BRIR | AxpFM3x0.5 2P A-XPF
Special chamfer [N] [N]
ificati {
PR, | SMAs0 GOHRO. a0 R
AN ©2.8X9mm(ED)
Drill Hole Size Blind 30 -rrrrrr e
o z Z
RUEBEIKE Epﬁffg?h 6mm (2D) 2 2
M k ~
FIRLUW AR 15m/min 3 3
ﬁ:*}% Cutting Speed (1,591min"") £ £
[PAT. in Japan] KA
Special thread SIRGEA | mmoU— 2068
conflguratlon_ . Coolant Water-soluble
Improves thread rigidity Chlorine-free (5%) Y f o
N 0.5 1 1.5 2 0.5 1 1.5 2
wrm | I 5 (5) B ()
exiine Vertical Machining Center Time
SRS Y v ITER
VIJ-F«425

[PAT.P.inJ 1 -
VI coati::; dZZ?cr;ted 7]" Iﬁlé$ ° W‘Ja'l‘i a) rnj J: Improved machining efficiency and durability

to high-performance

taps T
AR UILRZIR TR/ 14 %= [ E
Improved cutting edge rigidity by a special thread shape
. ) o— HRE
VI j T'f Ja m Lublricate layer
VI coating .__\
- ; THEEFE/B
=\ HESE R SEE CMELH. HBEICEBNICIKET Wear-resistant Layer
A EEEINIICK R UhEE
%*/ \’r Z Coating with high-hardness, oxidation resistance, and excellent Toughness layer
Powder Metallurgy lubricity that is suitable for high-load machining
HSS(CPM) |S2v)
High wear resistance Base Metal
BRIERAIE :
wme WEME | BE(GPa) | mm(c) | (TEA | BT | WESEE | WEEN | oap
Coating Color Coating Structure Hardness Oxidation é?r@iz‘?ﬁ R sﬁg’:ﬁ;g . R e;!?:; @ R\n/evs?s‘?a”rlg b Toughness
Temperature
CGRESZER
Black Cr-based (omposcnle multilayer film 45 1 ’ 100 © * © i\*? ©
VIO=F4 VI A —ITRAI— %A R DEFREIET T, Vicoating is registered trademarks of 0SG Corporation. (B#) O—-O—yr (E5%(M)
Fair Best
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{% =] Energy conservation by reducing machine downtime

Q!

T 0 w5 T)LIckn TETRISE. EELD FERET BEOEHELEEELH. ©
2L BN T ERHE T 57 & CHET 5B A SBHDET .,

Reduction of tool change time caused by cutting chip troubles and machine downtime required for removing accumulated cutting chips.
By enabling stable and uninterrupted machining, power consumption can be reduced

EIHI v 7 cutting taps A-XPF

Vb FHBEDA A —J
t}JD(T%ﬂE(;Tﬂ”uI@al o] Visual image of accumulated cutting chips
%Cutting chips only from pre-hole drilling! '2 Large [T TTTTTTTT 1
X ' i
hi:3 1 1
N 5 : :
2 FvITD ' i
£ b7 ] i
> Chips from 1 i
£ threading 1 i
S 1 1
g 1 1
é Vi =
o . . . g FREULOEID T
Pr:\gl\en[)ujﬁn ﬁ%‘tﬂ'gﬂﬂI TUNT #3%'{5)]3:][]:[ ][ TREULOTIbL T Chips from pre-hole
9 reading RieioleBillling e S Small Chips from pre-hole drilling drilling
el &y T A-XPF
— . . gy . Cutting t
HEYY I (FRCUIDI T TOYIDK FHFEELEWVcHEED e
= [ 3 MENEY VI BYIHIY Y T RKD T RBEARELT DUENHDFT .
t)J D < Tﬁ*ﬁi%ﬁu;ﬁf L/ig- o MO’E chips because thread forming re::q:uires a larger pre-hole than thread
Forming taps do not generate cutting chips during threading, which reduces the overall amount of e

chip accumulation.

S A MIILICH G L BRI R R

Compatible with mist coolant processing to reduce waste

4

AT EA-OIL-XPFII=ZAMIZICBEVLWCTHREULMAEMNEONE T,
SAMNITRERLBEDNF RSO EEMEIADTIRETT .
ESICHIHIBARI DR BTV D MERRIBOWEICHDEHNDET,
The A-OIL-XPF with internal coolant holes provides stable durability even in mist coolant processing.

Mist coolant cutting eliminates the need for waste oil disposal, which helps reduce waste.
Furthermore, there is less scattering of cutting oil, which also leads to an improved work environment.

EHIR A-OIL-XPF M5X0.8 2P AT Tapping Holes
0 1,000 2,000 3,000 4,000 5,000

A \ \ \ \ \ \
Work Material ADC12
TR ©$4.64X16mm (D) kT T RE
Drill Hole Size Through A-OIL-XPF 5,0007% Holes StiII);unnil:\g
RUITRE
Tapping Length 10mm (2D)
IR . - - )
Cutting Speed 60m/min (3,820min) TR 3,0007X Holes EE

N N Conventional Welding
BB MQL (FIsB#asH)
Coolant Internal
et WYY =V Jt% (HSK63)
Machine Horizontal Machining Center

A-OIL-XPF {ER R Conventional
5,0007X Holes 3,00077T Holes




hUIi-“_ 9 Cutting Data

BHRRAEEREVII—T1 VT ICEDRE - BEELN T Hi AT fE

Special chamfer specification and VI coating enable stable and high-efficiency machining

. ’J\EU)HHI Small diameter threading
ASAMEBTMENMIOEBNHAtZRI

Achieves excellent durability in small-diameter machining by reducing thrust

E(flﬁIE A-XPF M1X%0.25 2P 7JI]I/"Q§SI Tapping Holes
0 2,500 5,000 7,500 10,000

HREA \ " " " d
Work Material SUS420J2 (192HBW)
TR ©0.91%x3.5mm (IED) - HRIGE O RE
Drill Hole Size Blind A-XPF 10,0007X Holes Still Running
RUITRE
Tapping Leng;'l 2mm (2D)
tREERE ; in- . =
Cutting Speed 10m/min (3,183min™") R 7,5617X Holes 18

N Conventional Breakage
HIREIHE] KBELIHIME BRI U— 2015
Coolant Water-soluble Chlorine-free (5%)

iRy =—vJ+wr% (BT30 — — p .

i 2 (BT30) T IWF VYA MRRF VL ZEDMERUIIT T RBEORMA M

Outstanding durability even when machining small-diameter threads in martensitic stainless steel

. %EE*Z@ w ﬁu EE 30m/m i n ”u IE ;IE Achieves cutting speed of 30m/min in high-hardness material
VIO=F 4 VI DHEFRMNRT. SEEMZEEMNT

High-speed machining of high-hardness material with the synergistic effect of VI Coating

E(flﬁIE A-XPF M6X1 2P M7 Tapping Holes
0 3,000 6,000 9,000 12,000 15,000
HREA \ \ \ \ \ \
Work Material SCM440 (30HRC)
VA #5.52X19mm (1ED) 13,0007 Holes
Drill Hole Size Blind A-XPF
-~

*QUl"L-CEZY 13,0007 Holes
Tapping Length 12mm (2D)

Bill3 . . .
g pecd 30m/min (1,591min) * W DR

5 . . ek

EIEIHE KBMELIHEE IER T U —201F Conventional . £33
Coolant Water-soluble Chlorine-free (5%) 1007 Holes Wear
EFRE By =5+ (BT40)
Machine Horizontal Machining Center

SCM440(30HRC) Z55% - RENM L HETHE

HEDHIEBROIHIERBORERM CTMLILTNFT Achieves high-speed and stable machining in SCM440(30 HRC)

For testing purposes, the conventional product was also used under high-speed
cutting condition.

- 7’(3 yoE;ﬁ(:jL\t Guide for Icons

n HE Tool Materials ?EEME Surface Treatment tJJ'r‘-]"J%FF Cutting Conditions
— N tIHISRHBERIGRN—J %
MARINA R | o5 5 SPEED Al
PM Powder Metallurgy HSS(CPM) Vi VI coating - ﬁ?ﬁ LEd

Indicates page number for cutting conditions

8




. w Eﬂﬁim E E %ﬂ‘oﬂ. Long tool life with internal coolant
ZEUVLVCERRRCREEMICESVLWTRFRIEH ATHE

Stable tool wear enables long tool life in high-hardness material

-{S(EFIE A-OIL-XPF M10X 1.5 2P ﬂﬂlﬂﬁ Tapping Holes
0 1,000 2,000 3,000

KA \ \ \ \
Work Material SCM440 (30HRC)
TR ©9.25X25mm (G&b) AT AE
Drill Hole Size Through A'OI L'XPF 3,0007X Holes StiII};unning
RQULITRE
Tapping Length 20mm (2D)
BIRERE ; in- .
Cutting Speed 15m/min (478min-') fERm 2,5007R Holes

" — N Conventional
HDERA AKBMELIEIMA 1538 T U— 2015 (RIER#EH)
Coolant Water-soluble Chlorine-free (5%) Internal
fE At WYY —vJt&r% (BT40)
Machine Horizontal Machining Center

A-OIL-XPF

3R R Conventional
2,50077 Holes

i""l'.'1. " h
EARARA dnuN

\ @

. mguﬁimfmﬁglltwrﬁ]i Improved resistance to welding with internal coolant
PIWVETAAZXAMDIIICBVWTHEET DI LEDHBLRELINTIZRIR

Achieves stable machining without welding in aluminum die casting

EAIR A-OIL-XPF M5X0.8 2P AT Tapping Holes
0 1,000 2,000 3,000
R I \ \ \
Work Material ADC12
VAN $4.64xX16mm (G&ED) S oL
Drill Hole Size Through A-OIL'XPF 3,0007% Holes ﬁﬁgﬁg
RQUITRE
Tapping Leng; 10mm (2D)
HIERE : .
Cutting Speed 50m/min (3,185min") AOILXPF
BIHHE KB ELIHEME E5RT U — 2015 (IERTRH) 3,0007 Holes
Coolant Water-soluble Chlorine-free (5%) Internal
BRI IR =Y TtV % (BT30)
Machine Vertical Machining Center
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9 Cutting Data

TRREOEVWEREE(LHEG/RIEE SR aa (X

Suitable for small precision parts that are becoming thinner and lighter with little room for pre-hole

Va—bF+UI77 (RIFEEDRE 1 1P)

Short chamfer (length of chamfer: 1P)

. EEE*Z@”“ I Machining of high-hardness material

BHIR A-XPF M6X1 1P

ool

A

Work Material SCM440(30HRC)

VAN ¢5.52X15mm(1ED)
Drill Hole Size Blind
RUITRSE

Tapping Lengﬁ\ 12mm (2D)
taElERE . .
Cutting Speed 10m/min(530min")
SIEHE IKBELIHIME IERTU— 2065
Coolant Water-soluble Chlorine-free (5%)
fE At Bvy = Jtr% (BT40)
Machine Horizontal Machining Center

0 1 ,900 2,900 3,900

MIIT'\%& Tapping Holes

4,?00 5,900

4,0007X Holes

A-XPF
4,859["( Holes
854/"( Holes #i8
1%;'%'% Breakage

Conventional sig
1,0007X Holes RiE
Large Chipping

EE#E

Wear

Rig
Large Chipping

. ’J‘Em”u I Small diameter threading

EcTIE A-XPF M1X0.25 1P NI 7EY Tapping Holes
0 500 1,000 1,500 2,000 2,500
Ll \ \ \ | \ \
Work Material SUS420J2(192HBW) i .
7 $0.91X3.5mm(1ED) AT e i
Drill Hole Size Blind A-XPF e
RUITRE 2mm (2D) 2,1607X Holes ﬁ%ﬁﬂ:ﬁg
Tapping Length
CIHLEE ; . g
Cutting Speed 10m/min(3,183min"") ) 1,1607R Holes i)fe}iage
YDl ACEHELTHIEE 157 U — 20(8 Conventional - -
Coolant Water-soluble Chlorine-free (5%) 1,4487X Holes Breakage
{SE PRk YRRV =—VP % (BT30)
Machine Vertical Machining Center
. =]
. ## y* n U u.l 1i E E‘ * E lJ ’t m a'lﬁ Stable durability with special thread specification
{%TI’E‘ A-XPF M3x0.5 1P DI A Tapping Holes
I SUS304 9 5?0 'I,OPO 1,5‘00 2’0\00
Work Material e sy
1,8007% Holes #itiG e
TI% $2.8X9mm(LEb) A'XPF Still Running
Drill Hole Size Blind 1,8005% Holes T oI BE
S Still Running
RUITRE
Tapping Length 6mm (2D) xiE
i I 8003 Holes ﬁr’fcm in
VIR 10m/min(1,061min") fiesk i vl
Cutting Speed Conventional 2027 Holes xig o
T B 45587 —20f% karge Chipping
Coolant Water-soluble Chlorine-free (5%) ®ig
Ty, — N = 400ﬂ Holes AR
{EFRbE MR Y=V EVH (BT30) ftbttmm Large Chipping
Machine Vertical Machining Center Competitor 2007 Holes Ri8

Large Chipping

3R Conventional
8007 Holes

A-XPF
1,8007? Holes

fthit Competitor
4007 Holes

b2




RARMELFREVIO—-FT sV IICEDRENMT

Stable machining with special chamfer specification and VI coating

KEQU

Large thread

. 151 b'&iﬁ Thrust reduction

ERTR A-XPFM16X1.5 2P IN] —— A-XPF R
Jlcc! 2500 e eeeee e AN Conventional
HHIR '
Work Material SCM440(30HRC) 2000 bee oo e
-F_'/"Q ) $15.3X30mm(iED) 2
Drill Hole Size Through I;TE 1,500 b-eeeepoe e
RAUITRE
Tapping Length 30mm 8 1000 el TN N
HIEERE . - =
Cutting Speed 15m/min(298min") sooboflooo
BIHHE KB MELIHEME BRTU— 2015
Coolant Water-soluble Chlorine-free (5%) 0 | | | |
{E WYY ="J1% (BT50) > 10 15 20 =
Machine Horizontal Machining Center B (s) Time

—_ ey
. ﬁ EE*Z@ *E Ll’:-. ma'ﬁ Stable durability in high-hardness material
EﬁflﬁIE A-XPFM16X1.5 2P HHI/T;& Tapping Holes

0 1,000 2,000 3,000 4,000 5,000

) \ \ \ \ \ \
Work Material SCM440(30HRC) .

N #15.3X30mm(;&D) 4,4807 Holes R
Drill Hole Size Through A-XPF .
RUITE® 4,4807X Holes %:f
Tapping Length 30mm

I3 . .
2'3;5 I;Epeed 15m/min(298min"') s 2,5607% Holes o
ERE@
BDRElRE KBELIHIME BRTU—2065 C ional
Coolalnt \I/Vater»solu/ble Chlorine-free (5%) a onventiona 2,5607X Holes ngjf
e vy =—>Jtr% (BT50)
Machine Horizontal Machining Center

A-XPF
4,48071 Holes

€K Conventional
2,5607 Holes

i

TRV |

TﬂﬂﬂIHﬁ@”ﬂIﬁEf ISE;[H ﬁu LIEEZ'“I Stable machining by suppressing work hardening during pre-hole drilling

ATV UVAMDESBHEIM SN LE L ZNH T D EHER

Itis crucial to suppress work hardening in work materials such as stainless steel

PAT.in Japan

AFVVAR-FIVERERRUIL

A Do _S U Carbide Drill Series for Stainless Steel and Titanium Alloy
OUINRKERDOH SRR

Sharp Cutting Edge

PIHERZEL L. I TE 230

Reduces cutting resistance and suppresses work hardening
@FBEA A )LIR—ILAZIR“MEGA COOLER”

BRATI—5Y MTHEDEX

New oil hole shape "MEGA COOLER" increases coolant flow

MEGA COOLER[EZH —I R I —#RBHDEREITCI .
MEGA COOLER is a registered trademark of OSG Corporation.

&

WA OfHEDEEE Work Hardness Near Hole Entry

7IJ
A
@
&=
(HV)

Vickers Hardness

400

350

300

250

200

150

HA4Z 910 #HHIH : SUS304

Size Work Material

J\\ o= ADO-SUS == flIHLE

® |

e,

|
0 0.2 0.4
JNDEEH S OEER (mm)

Distance from the wall surface of the hole
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I% EE$ ° %% EEEKEg “J 7 Highly Efficient Multi-purpose Forming Tap

A-XPF

Type 1

Lc

DCON

e 1) =P 4
S —-— . '
THLGTH 2k ©
Ly Lﬂ S
LF
Type 2
oc 3
8
| = 1 =
P10 THLGTH Lﬁ S
0‘2‘
R ® LF
@bo)Exﬁ M BfI:mm Unit:mm
Y—JUNo. 220y HEERE| BE Bt 2R |RQUBORE BTORS | VvV IR| BIK |RHULEVY | £E | REME
EDP No. Thread Size Grade TAP Limit 2c L THLGTH LU DCON Type External Center | Stock (Yen)
8327814 STD RH4 2P [ 5,820
M 1 X0.25 30 55 - 3 1 - B
8327870 STD RH4 1P o 6,570
8327816 STD RH4 2P o 5,440
M 1.2 X 0.25 32 5.5 = 3 1 = B
8327871 STD RH4 1P (] 6,150
8327818 STD RH4 2P [ 5,160
M 14X 0.3 34 7 - 3 1 - B
8327872 STD RH4 1P (] 5,820
8327820 STD RH4 2P o 5,110
M 1.6 X 0.35 36 8 = 3 1 = B
8327873 STD RH4 1P o 5,770
8327822 STD RH4 2P o 5,870
M 1.6 X 0.2 36 8 - 3 1 — B
8327874 STD RH4 1P [ ) 6,600
8327824 STD RH4 2P o 4,930
M 1.7 X 0.35 36 8 = 3 1 = B
8327875 STD RH4 1P ([ 6,600
8327828 STD RH4 2P [ 4,540
M 2 X 0.4 40 8 - 3 1 - B
8327876 STD RH4 1P [ 5,570
8327832 STD RH4 2P o 4,490
M 23 X 0.4 42 9.5 = 3 1 = B
8327877 STD RH4 1P o 5,140
8327834 STD RH4 2P o 4,280
M 2.5 X 045 44 9.5 - 3 1 - B
8327878 STD RH4 1P @ 5,060
8327836 STD RH4 2P ([ 4,280
M 2.6 X 0.45 44 9.5 = 3 1 = B
8327879 STD RH4 1P ( 4,840
8327837 STD RH5 4P Yes o 4,050
8327838 | M 3 X 0.5 STD RH5 2P 46 9 18 4 1 B|l@ 4,050
8327880 STD RH5 1P o 4,840
8327841 STD RH6 4P Yes (] 4,110
8327842 | M 4 X 0.7 STD RH6 2P 52 10 20 5 1 B|l@ 4,110
8327881 STD RH6 1P ([ 4,580
8327845 STD RH6 4P Yes o 4,380
8327846 | M 5 X 0.8 STD RH6 2P 60 11 22 55 1 B| @ 4,380
8327882 STD RH6 1P o 4,650
8327849 STD RH7 4P Yes o 4,650
8327850 M 6 X1 STD RH7 2P 62 10 24 6 1 B l@® 4,650
8327883 STD RH7 1P ([ J 4,650
8327851 STD RH7 4P ([ 6,220
M 8 X 1.25 70 12 - 6.2 2 - B
8327852 STD RH7 2P o 6,220
8327853 STD RH7 4P ([ 7,030
M 8 X1 70 12 = 6.2 2 = B
8327854 STD RH7 2P o 7,030

B 74 OVDEHBRFp.3ZETE T,

B See p.3 for explanation of icons.

@ =1Z#EER @=Standard stock item

| NEXT b



BfI:mm Unit:mm

Y—JUNo. BERL BE B¢ 2R |RUBORT BHTORE | YyvrIR| TR |RHLEVY | EE | SE@E
EDP No Grade TAP Limit fc LF THLGTH LU DCON Type External Center Stock (Yen)
8327855 STD RH7 4P [ J 7,520

M10 X 1.5 75 15 - 7 2 - B
8327856 STD RH7 2P [ J 7,520
8327857 STD RH7 4P o 7,520
M10 X 1.25 75 15 = 7 2 = B
8327858 STD RH7 2P o 7,520
8327859 | M10 X 1 STD RH7 2P 75 15 - 7 2 - B @ 8,420
8327860 STD RH8 4P ® 11,500
M12 X 1.75 82 17 = 8.5 2 = B
8327861 STD RH8 2P ® 11,500
8327862 | M12 X 1.5 STD RH7 2P 82 17 - 8.5 2 - B @| 11,500
8327863 STD RH7 4P ® 11,500
M12 X 1.25 82 17 = 8.5 2 = B
8327864 STD RH7 2P ® 11,500
8327865 | M12 X 1 STD RH7 2P 82 17 - 8.5 2 - B|@| 14,700
8327866 | M14 X 2 STD RH10 2P 88 20 = 10.5 2 = B @| 18,100
8327867 | M14 X 1.5 STD RH9 2P 88 20 - 10.5 2 - B @| 18,100
8327868 | M16 X 2 STD RH10 2P 95 20 = 12.5 2 = B @| 22400
8327869 | M16 X 1.5 STD RH9 2P 95 20 - 12.5 2 - B @| 22400
8327884 | M18 X 2.5 STD RH11 2P 125 20 = 14 2 = B|@| 29500
8327885 | M18 X 1.5 STD RH10 2P 110 15 - 14 2 - B|@| 29500
8327886 | M20 X 2.5 STD RH11 2P 140 20 = 15 2 = B|@| 32300
8327887 | M20 X 1.5 STD RH10 2P 125 15 - 15 2 - B @| 32,300
8327888 | M22 X 25 STD RH11 2P 140 20 = 17 2 = B @| 37,800
8327889 | M22 X 1.5 STD RH10 2P 125 15 - 17 2 - B @| 37,800
8327890 | M24 X 3 STD RH13 2P 160 18 = 19 2 = B @| 45100
8327891 | M24 X 1.5 STD RH10 2P 140 15 - 19 2 - B @| 45100
@ =1Z#EER @=Standard stock item

‘RHUEVIRE - Vv MUAERTELk DRVSIFEEHYOI [TUNT-RUMIIE| %

TETEL.

1LAEER (32RO RUEHEROY v ITHERE T,
BWEROLDHFEFERRH BELEA—CIH RERK1BUMELOTHDET,

2. 9V ITREERORUBEEZRIETDDDTIEHDFEA.

3. M2.6LARIF BN BDE R A

4. Bf14P: PGEDIUA) . 2P 1 B(LEDTA) 1P Y 3—hF v T7

5. FINOFEARZR[ LT EDeh Y YEEATRIIZIPBEZELTHDET,
(¥a—bFrrT77E8R<)

¥ BELYYIEHEIY v I TETFREDNRLEDFT,
TIREAFRENYOITNT- RUMIIEBRELY YT (Za—O0—ILyvD) =&
SRTE,

-Please refer to the “Drilling & Threading Tools” general catalog for length of external
center and shank square dimension £k and DRVS.

1. The recommended TAP Limit corresponds to JIS class 2 internal thread standards.
Upper limit of pitch diameter tolerance is same as RH limit, but tolerance is 18 um.

2. TAP Limit does not gurantee thread limit for the internal thread after tapping.

3.Thread Size = M2.6 : without oil groove.

4. Rc 4P : P (for through holes), 2P : B (for blind holes), 1P : short chamfer

5. 1P of center surface and incomplete thread is remained to improve tap insertion of
the drill holes. (Excluding short chamfer)

3 The drill hole diameter for fluteless taps differs from fluted taps.
For drill hole size, please refer to the “Recommended Drill Hole Size for Fluteless
Taps (Nu-Roll Taps)” section in OSG's “Drilling & Threading Tools” general catalog.
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;m l \1# E E EE$ ° % % EEEE JE 9 “J 7 Highly Efficient Multi-purpose Forming Tap with internal Coolant Supply m

A-OIL-XPF
T — g\ e <+>>>

LF

|
=
3}
DCON

Type 2
4c z
o
g
Fiaesecesad..] S I S
mm SPEED / ‘ @
PM Vi ;E]Eg THLGTH £k S
&
LF
- P
nba)E*E M B{I:mm Unitmm
=)L No. 220y fEEREE| BE B 2R |RUBORE BTORE | YvVIR%| BRK  |RELEVY | BE | REME
EDP No. Grade TAP Limit 2c LF THLGTH LU DCON Type External Center Stock (Yen)
8328000 M 5 X 0.8 STD RH6 2P 60 11 22 55 1 — B|l@® 8,440
8328001 | M6 X 1 STD RH7 2P 62 10 24 6 1 = B| @ 8,970
8328002 | M 8 X 1.25 STD RH7 2P 70 12 - 6.2 2 — B|@| 12,100
8328003 | M 8 X 1 STD RH7 2P 70 12 = 6.2 2 = B|@| 13,800
8328004 | M10 X 1.5 STD RH7 2P 75 15 - 7 2 — B|@| 14,700
8328005 | M10 X 1.25 STD RH7 2P 75 15 = 7 2 = B|@| 14,700
8328006 | M10 X 1 STD RH7 2P 75 15 - 7 2 — B|@| 16,400
8328007 | M12 X 1.75 STD RH8 2P 82 17 = 8.5 2 = B|@| 22400
8328008 | M12 X 1.25 STD RH7 2P 82 17 - 8.5 2 — B|@| 22400
8328009 | M14 X 1.5 STD RH9 2P 88 20 = 10.5 2 = B | @| 34,600
8328010 | M16 X 2 STD RH10 2P 95 20 — 12.5 2 — B|@| 43,600
8328011 | M16 X 1.5 STD RH9 2P 95 20 = 12.5 2 = B @| 43,600
B 74 JVDFHBAFp.3ZETETREL, @ =1Z#7EEmR @=Standard stock item
B See p.3 for explanation of icons.
1. KB [F28RHORUBHBERD Y v T HERETT. BNROLOHFEEIFRH 1. The recommended tap limit corresponds to JIS class 2 internal thread standards.
WBESE—TTH. AEF18UMEHESTROET, Upper limit of pitch diameter tolerance is same as RH limit, but toleranceis 18um .
2. HyTREEDRUEEERIT2E0TRB A, § Lﬁgllsl-rglt does not guarantee thread limit for the internal thread after tapping.
3.Bff2P:B 4. 1P of center surface and incomplete thread is remained to improve tap insertion of
4. TFIRNOFEAMZ[ LS EBDcHEVIEERTLILZIP EERLTHDET, the drill holes.
¥ BEULYVIENEIY YT TIETFNENEREDE T, % The drill hole diameter for fluteless taps differs from fluted taps.
TARYEREEHSIOITAMNTRUINITIRIEFLY YT (Za—0—-)LFvT) For drill hole size, please refer to the “Recommended Drill Hole Size for Fluteless

EBIETEL Taps (Nu-Roll Taps)” section in OSG's "Drilling & Threading Tools" general catalog.



tﬂﬁu%ﬁFEiﬁﬁ Cutting Conditions

CIHIERE
Cutting Speed
(m/min)

) — T ... T e
Work Material A-XPF M14 ~ JESh hF v T7
ort Chamfer

‘ A-OIL-XPF M14 ~ _

e oo st C<0.45% o 10~ 50 5~25 5~25
e 0.45%=C o 10~ 40 5~20 5~20
il SCM o 10~35 5~15 5~15
mEaE 25~35HRC o 5~30 5~15 5~15
s B sc o 10~ 40 5~15 5~15
Zo L) s o~ 5~15 5~10 5~10
fﬂw Cu © 10 ~ 30 5~20 5~15
i Sy Bs-BsC o) 10~30 5~20 5~15
ZUES e ) Al o 20~ 50 10~ 30 10~25
e AC-ADC o 20 ~ 50 10~ 30 10~ 25
e znc o 10~ 30 5~ 15 5~15

REO EAHO BestO GoodO

i COVIHIREEERIS, KBUIEIRE (BR 7V ZERATH5E5DHDTT . Note : The indicated speeds and feeds are for tapping with chlorine-free water soluble coolant.

#1: AT VU AME KA EELHE F 2 SR MEO RV IGA M IEREI Z S ER TS, *1 : We recommend using non-water-soluble coolant or highly lubricated water-
soluble coolant for stainless steels.

F—IRI-RRKBICEBLLVEDHEIZHELCVET

0SG’s Environmental Initiatives

BHE-BI—FT+142J

Tool Reconditioning

BRI L. AER{EEHIRIRIED
REZTENDODEBMICDOENDF T,

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

ERATCEGL I IEZHSYE \t

HBEUYALI)L

Carbide Recycling

BRECEBLLLEocBEIERRBAR/\—RXFILT [BEUTCT)V]
TBHIENTRETT, BBUTAIIIE FLEBOLUT7XAIINZEEZLZD
BEMEOERAEZHSTIENTE BEREICRIBET,

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

Cemented carbide materials contain a large amount of rare metals.
Carbide recycling reduces material consumption and contributes to environmental preservation.

&




shaping your dreams
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TEL : +81-533-82-1118 FAX : +81-533-82-1136
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T550-0013 ABRAFABRMIFEXHTEI2-18-2
F—IRI—EVH—EIL 8F

7TV —2 3 VEER

TEL(06)6538-3880

T451-0051 ZEBHELZHEHAXAIEIHFEIZ-1-17
BIZrium B E 4/

(TEo&i#fMmESERIE - >: 1=5—vavdLriL

0120-41 5981

TEL(052)589—8320
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[55a5-957 ] 0533-82-1134 [55355-vavema hp-info@osg.co.jp
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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 ©2024 OSG Corporation. All rights reserved.
« BRBICOVTIE, BICHR - MRZIT>THDEIDT. FELFLAHYOJBHETRE

Tool specifications are subject to change without notice.
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