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High-performance &
Low-carbon Forming Tap
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High-performance & Low-carbon Forming Tap
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Large web diameter
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High rigidity
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Special thread configuration

RUBSRIME LB RZ ML

Achieves both thread rigidity and lubrication effect
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Original New Geometry
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Special thread configuration
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By supplying more coolant near the cutting edge where the most heat is generated,

V J— 7_- 4 y 7“ cooling effect is increased and durability is improved.
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Conventional
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High wear resistance

MERINA X
Powder Metallurgy
HSS(CPM)
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High wear resistance
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Cutting edge Coolant flow

HAZX:M6X1 HIHEEE : 30m/minZi8E LI IABITIESR

Size:M6X 1 Cutting speed: 30m/min Computational fluid dynamics analysis result
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Please see p.6 for environmental considerations
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Large web diameter improves breakage resistance. Achieves high durability without variation.

GRT | fiE R |

Conventional

P4 M6X1 P4 X M6X1
Size U Size

|
|
HEBTATHE still Running
HESEETHE still Running
]

HEFEETHE still Running

GRT

fEATE : M1.4%X0.3 1P

} 1 Tool
RRfR Large Cipeing | A - SUS304
?t*l%l i Work Material

*ﬁ;ﬁ Breakage
l

Conventional |

| | RQUITRE : 2.8mm
| 1 Tapping Length
| | | YIBEEE : 10m/min
0 500 1,000 1,500 2,000 Cutting Speed

EE brc: w n U u.l Eiﬂ;m Formation of stable internal threads
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Special thread specification designed using computer simulation of plastic deformation to enable the formation of good
internal threads that will not collapse easily.

75 DZAI [mm]
Axial Displacement EFHIE :M1.4%X0.3 1P
0.27 Tool
o I : SUS304
0.14 Work Material
008 TIN: ¢1.28X4.5mm (IED)
0.02 Drill Hole Size Blind
-0.05 QUITRE : 2.8mm
-0.11 Tapping Length
017 EIHIEE : 10m/min
0.23 Cutting Speed
0.29 EDRIHA] @ KA
036 Coolant BRT7U—203
Water-soluble Chlorine-free (5%)
MIAm MIAE
Threading direction Threading direction
JVE a1—5 DB GRTTINIIENreHatil
Computer simulation of plastic deformation Internal threads machined by GRT
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Stable machining in difficult-to-machine stainless steel

*+ M1X0.25

ERIR GRT M1X0.25 1P

ool

A

Work Material SUS304

AN ©0.91%3.5mm (IEb)
Drill Hole Size Blind
RUITRS

Tapping Length 2mm

tIEIERE ; .
Cutting Speed 10m/min (3,183min™)
SR AKBELIHIRE BR T U — 205
Coolant Water-soluble Chlorine-free (5%)
E RS IR Y =5t (BT30)
Machine Vertical Machining Center

HUI/T& Number of Machined Holes

9 590 1,q00 1,5‘00 2,q00

1,599}'? Holes bt}

Breakage
GRT
1,762ﬂ Holes iﬁ;ﬁ
reakage
" 1,10077 Holes rwgeif
fERm

Conventional .-y lﬂ;ﬁ
1’400’\ Holes Large Chipping

*M6X1

GRT {ERER Conventional
1,7007‘\ Holes 1,1007Q Holes

E(TI’E‘ GRTM6X%X1 2P ANIIEL Number of Machined Holes
400 600 800 1,000
HEHIAL \ \ \ i
Work Material SuUs304 " -
TR ¢5.52X20mm (&D) GRT 1,0007% Holes ilfﬁuﬁn]fi"ng
Drill Hole Size Through
RUITRS p =
Tapping Length 12mm EFRm 5005 Holes Rig o
'ﬂJﬁJ §E Conventional Large Chipping
Bl . .
Cutting Speed 7m/min (371min™")
] ABEGHIER 37U — 2018 GRT BERE Conventional
Coolant Water-soluble Chlorine-free (5%) 1’0007-.\ Holes 5007Q Holes
e At MR V=5tV % (BT30)
Machine Vertical Machining Center
N -—

o RY |
HEMRICEDHA KR E
Improved durability due to lubrication effect
E(ZHI’E‘ GRT M6X%X1 2P ANIIEL Number of Machined Holes
I 0 10,000 20,000 30,000
Work Material ADC12 ‘ : : ‘

" np
VA ®5.54X13mm (IEb) 33,6003 Hol AR RE
Drill Hole Size Blind GRT o SHERURNO
nUl"LtEL" 10mm - 23y
Tapping Length cﬁ;ﬁtﬁ | 8,0009 Holes 2[(;5?@%7 I
YRR . . onventiona Limit gauge for screw thread
Cutting Speed 56.5m/min (3,000min")
SIEHE KBEELIHIME BRI U— 1015
Coolant Water-soluble Chlorine-free (10%)
{EFARE MR V=55 (BT40)
Machine Vertical Machining Center




RUSBDENICEEZICKDHATER L

Improved durability due to excellent surface roughness of the threads

fiEekm
GRT Conventional
PBLZ 1 M6X1 YL X 1 M6X1
Size Size
[m] 0.6 [ e [m] 0.6 [------mmmmm e e
(O O
0.2
0
-0.2
0.4 |ormmmmm oo 04
06 . . . . . 06 . . . .
0 20 40 60 80 100 [um] 0 20 40 60 80 100 [um]
E(EFI’E‘ GRTM6X1 2P INIIEN Number of Machined Holes
P ? Z,qOO 4,q00 6,q00 8,?00 10,900
Work Material 545¢C " ”
A ¢5.52x20mm (&b) GRT 10,0007 Holes ;ﬁﬁﬂﬁbg
Drill Hole Size Through
RQUITRE p
Tapping Length 12mm 1E;EI:I=EII 4,0007X Holes EEFE
prm— Conventional Wear
Cutting Speed 15m/min (796min)
BRElHA] KBELIHIME BRI U—2065
Coolant Water-soluble Chlorine-free (5%)
et 20 MHRY=UTtEU5 (BT30)
Machine Vertical Machining Center

mikFRIOLHZMMAHM(SUI3) T

Threading in high carbon chromium bearing steel (SUJ3)

0 500

7J[II/"Q¥§SI Number of Machined Holes
1,900 1,5‘00

Z,QOO

EE#E

—~
2,1007X Holes Wear

RUARRY—Y
GPOUT
Limit gauge for screw thread

1,5807{ Holes

EATR GRT M6X1 2P

ool

)

Work Material SuJ3

TR #5.54X15mm (LED) GRT
Drill Hole Size Blind

RUITRE ,
Tapping LengE 11mm 1E5EI:I=EII
ﬂjﬁuﬁg Conventional
(Gl Gt 9.4m/min (500min)

BDREmE] KBELTEIMA BRI U— 1015

Coolant Water-soluble Chlorine-free (10%)

e IR =vItv%5 (BT40)

Machine Vertical Machining Center
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HE RELE
Tool Material [l Surface Treatment

|
GRT -
2c z
'T o
- - -e 8 |
T T 1 ket \ » i i —— 2 VAN
d T | [ J—‘\‘ D \[/
’ ’ = i
THLGTH ek o
E
LF
nU(DE”'?ﬁ . M BfiI:mm Unit:mm
Y—JUNo. 1224 BEXEL BE | BfH | 2R |QUBORE BTORE | Y+vVIR | RELEYY | EE TRAEHAE
EDP No. Thread Size Grade | TAP Limit 2c LF THLGTH LU DCON External Center Stock (Yen)
8328300 | M1 X 0.25 1P 30 5.5 7 3 — o 4,930
8328301 M1.2 X 0.25 1P 32 6.5 9 3 = o 4,640
8328302 | M1.4 X 0.3 RH4 1P 34 7 10 3 — o 4,380
8328305 2P = o 3,880
M2 X 04 40 9 14 3
8328306 1P = o 3,880
8328309 | M3 x o5 RHS 2| 46 105 17 4 — bt 3,460
8328310 ’ STD 1P ’ - B |l @ 3,460
8328311 2P = ([ 3,500
M4 X 0.7 52 12 20 5
8328312 RHG6 1P = o 3,500
8328313 2P - o 3,740
M5 X 0.8 60 13 22 55
8328314 1P — o 3,740
8328315 2P = ([ 3,900
M6 X1 RH7 62 14 24 6
8328316 1P = o 3,900

- v O MEEREE ek, DRVSIFREE A OT [TUIL - RUMITIE| ZTETEL,

1LHEER  F2RDRQUHESEINDS v ITHERETY,

BNEOLOFFEFRHBELFE—TIH REF18UMEFOITHEDET,

2. FVITREERDRUBEZRIEITDBDTREHDEE A,
3.BfJ2P:BIP: Y3—hFvVT7

4. FRNDEAMZGO LS B2 REBZ1PEEKRLTHDET,
KOBIELY I EYHIY T TR T NEDEEDE T,

TARTEFEEHAYOI [TUIT- RUMIIEBLELY v (Za—0O-LyvD)

ZEBRTEL,

tJJ ‘ﬁu %1# Eﬁﬁ Cutting Condition
RE+4

Work Material

@ =iZ#EEmR @=Standard stock item

-Please refer to the “Drilling & Threading Tools” general catalog for length of shank
square dimension 2k 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. 8c 2P :B, 1P : short chamfer

4. Approximately 1P of the insertion guide is left to improve the insertion into the
pre-hole (excluding short chamfer).

% The drill hole diameter for forming 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.

ENEIEE

Cutting Speed

(m/min)

sl - BRI - TSR Vedim Cobonrear o | C<0.45% 15~40 ©
TRERERHA High Carbon Steel 0.45%=C 15~30 ©)
SEH Aloy Steel SCM 15~30 (©)
SRIESH Hardened steel 25~35HRC 5~20 ©)
FHH cast steel SC 15~40 O
AT 2 L A stainless steel SUS304 - SUS420 5~15 o
£ copper Cu 10~30 (@)
3 - FEHIEEY Brass - Brass Casting Bs-BsC 10~30 ©)
7 )V= = L\FEEERE Aluminum Rolled Steel Al 20~50 (©)
FZIWEZD LEEEHY Auminum Alloy Casting AC-ADC 20~40 (©)
IS EEEY Zinc Alloy Casting ZDC 10~30 ©)
REO #AO BestO GoodO
S COYMRFRERE . KBTI (ERTU—) EEATSEAD  Note : The indicated speeds and feeds are for tapping with chlorine-free

HDTY,
*1 1 A7 VU AHE AR KA ERE R RO R WA LI HE]
ZTHEATEW.

water-soluble coolant.
*1 : We recommend using non-water-soluble coolant or highly lubricated
water-soluble coolant for stainless steels.
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Selection of GRT that leads to carbon neutrality

GREEN TAPIZ B DL Z R

Green Tap uses a new and original manufacturing method

ERELBRUREHOHEENEZHIF T DT ETCOHHHEZ35%HiR

CO2z emissions are decreased by 35% by reducing power consumption during manufacturing compared to conventional methods

1) GRT M6X1

SHERCOBFHEDHIR
Example: Reduction ratio of CO2 emissions
during manufacturing of GRT M6 X 1

GRT

co =1
2R sRCHLT

35% Hllil

35% reduction versus conventional product

TEOREMILIEERORZRELVIERIMIZOEEICTRET TEAER
HEBBHEZHIRULED, m
THIC. TEOEEYHIBICEDEHLDFT, TEEEN

Longer tool life enables uninterrupted machining, reduces power consumption, and also reduces waste.

See pages 3 to 4 for tool
performance

GRT CFPHIEICAIT [w]
- . SIRZ)))
BECRELTESNERERRRTy, | o)) E

Low-carbon products made with consideration for the environment. footprint of products

F—TITRIV—RFRIBICEVVLWERDEIZHELTLE T,

0OSG’s Environmental Initiatives

BifE-B1—T«2J BEUYAII

Tool Reconditioning Carbide Recycling

EATEEL B IEIEZHSE BMECEBLBoIcBETRE

BIRATaCLF. EBREE BEN=RXZ)T [BEUYCI)V] §HTENTRETI,
MIRRIBEORETHNOEHIC BEUYAI)IE FLEBOL7 AN ESELED
DENDET, BEMHOEREBZESTIENTE. REREICRISET,
Tool reconditioning contributes to resource Carbide tools that can no longer be reground can be recycled through Nihon Hard Metal's
conservation by bringing worn cutting tools back to life, carbide recycling program. Cemented carbide materials contain a large amount of rare metals.
which is environmentally friendly and sustainable. Carbide recycling reduces material consumption and contributes to environmental preservation..

&



A-LRS—-FD =4
T442-8543 EHRE)IIMAETR=TB22%&it
7 (0533)82-1111 FAX (0533)82-1131

REAREZEL
T140-0002 sRR#m/IIXERmR/14-12-6
RN —TA RF+ LT T— 198 T(03)5715-2966 FAX(03)5460-2966

FEAESRER

T550-0013 KBRAFARRAFEXHTET2-18-2
F—IAI—t5—E)L 8F
TIVT— 3 VEHER

(06)6538-3880 FAX(06)6538-3879

T451-0051 EHIRREEHRXAEHEIZ-1-17

BIZrium& 52 465 2(052)589-8320 FAX(052)561-8310
I & 2.(022)390-9701 # 55 B(0266)58-0152 K PR B(06)4308-3411
8 1L 7(024)991-7485 & M T(0268)28-7381 B ‘A (078)927-8212
* W B(029)354-7017 B [ B (054)283-6651 % JR .(076)268-0830
@ £ 2(0270)40-5855 X 1 T®(053)461-1121 L1 2(086)241-0411
FHE 2(028)651-2720 £ ]Il #(0533)82-1145 . B T(082)532-6808
B T(025)288-3888 = O] T(0566)62-8286 Sl M #(092)504-1211
B R B(03)5715-2966  HAhE B(052)589-8320  JLSUM B(093)922-8190
J\EF B(042)645-5406 IF B 2(058)259-6055 HE K 7(096)386-5120
[E K B(046)230-5030 IR # ©(077)553-2012

N I8 @& — =&

0120-41-5981

THEHHRHE. ZHAKEZRL

-v3vFAx]0533-82-1134 hp-info@osg.co.jp
(ZOftDBRELEHHEIE ) E-mail:cs-info@osg.co.jp

(Gl eV ol [ https://www.osg.co.jp/

(TR O THEBRIS )
JSaZF5—vavifAvib

0OSG Corporation

3-22 Honnogahara, Toyokawa, Aichi, 442-8543, JAPAN
TEL. +81-533-82-1118 FAX.+81-533-82-1136

/N\ZRCBEOVNRLIDIC

O EZFEAIDHIE BUETIERNHDHDT. O LEDLINHKNELEofeOEAZRIEL TS,
BN —RERFREHFEEALCTIL.  OERFEZTEBRINFLELCS. BEICERZHRIELTTEL,
OLINAFFEF THRSENT TS, OTEICEFFZEMAIENT FEL.
\.WD<@*\3§%’C@§15UL\’GT3MU ONTRIICTRDTARRZTOCT TS, /

/N 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. @Please use correct tools for the operation.
Chips will be hot after cutting. Check dimensions to ensure proper selection.
\.Stop cutting when the tool becomes dull. /

@CDOVTE BICHAR  URZETOTHBODFIRIDT, FEFE<EHYOT
BEAREEEITDHENDDET,

@ Tool specifications are subject to change without notice.

OSGRIERE

@Stop cutting operation immediately if you hear any
strange cutting sounds.
@Do not modify tools.

KAEEBHNADEMERE, - EBRZZEUF I, Copyright ©2024 OSG Corporation. All rights reserved.
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