Spiral Tap for Medium-Hardness Steel

REERBAAINTSSIVYYD

A-SFT-H42
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Designed for Longer Tool Life in 40 HRC Machining!
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Designed for Longer Tool Life in 40 HRC Machining!
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Flute geometry
optimized for
medium-hardness
steels
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High wear resistance
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Powder Metallurgy
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High wear resistance
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Challenges in machining medium-hardness steels around 40 HRC
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Tool wear progresses rapidly, while chips tend to remain long and continuous

EBFSTIV FRETHIIER
Primary Problems Resulting Tasks
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Tap wear Frequent tool changes
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Chipping and breakage of taps i Poncence Stopping the machine
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Chip entanglement Manual chip removal by operators
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Delivers long tool life in medium-hardness steel machining!
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Optimized flute geometry enhances durability in medium-hardness steel applications.

#5144 : SCM440 (35~40HRC)

Work Material
FATE:M6X1 2.5P JEIERE:7m/min  RQUIITES: 12mm (2D)
Tool Cutting Speed Tapping Length
BUI}Tﬁ Number of Machined Holes
9 190 290 390 4(?0 5(?0
SFT. - ETTEE
A-SFT-H42 5007 Holes still Running
fiekam
Conventional 103ﬂ Holes
titam 3543 Holes GPOUT
Competitor

£,

fthtts@ 35070
Competitor After tapping 350 holes

RS 1007NTE

Conventional After tapping 100 holes

A-SFT-H42 5007UiIT#

After tapping 500 holes
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Smooth chip evacuation for better operational efficiency
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Optimal shank length that suppresses chip entanglement

1R HlI#4 : SCM440 (35HRC)

A Work Material
EATE :M10X 1.5 2.5P EIEIRE : 7m/min
Tool Cutting Speed

FUNINEN
Shank Length

AU TRE 1 20mm (2D)
Tapping Length

<
FININERN

Shank Length

S A-SFT-H42 ot A-SFT-H42
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Significantly reduces machine stoppages caused by chip entanglement

#Hl+4 : SCM440 1007V T 2472 D OIS L
Work Material (35 ~40 H RC) Number of Machine Stoppages per 100 Holes Machined

ERTE:M6X1 2.5P 9 25 50 75 100

Tool

t’J‘ﬁU:‘EE‘ :7m/min A'SFT‘H42 9[E] Times
Cutting Speed “5‘55388.1 % {E iRk
e = 88.1% Reduction vs.
QULL'CEZY 12mm (ZD) 1E;Eun 75.7[] Times Conventional Product
Tapping Length Conventional v
bping Leng twtaate © Q% e
60% Reducti 6
fthtt @ 22.3[E] Times Compeiitgrcl;gd‘;sct
Competitor
% A-SFT-H42 :5007% 3% A-SFT-H42 1500 Holes
fiekm 11035% Conventional : 103 Holes
ftht @ 13547% Competitor :354 Holes
MIFORAELSTE Based on actual machining data
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I% =] Reducing machine stoppages improves productivity and promotes labor savings
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FTUMBTT . A-SFT-HA2[FCDREZFRRAL . KME LR ZHIBTHET . EE
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Medium-hardness steels combine high hardness with a tendency to produce long, continuous chips, increasing the risk of chip-related
issues. A-SFT-H42 addresses this challenge by reducing machine stoppages, improving productivity, and supporting labor-saving

operations.




ZIDI ;-‘_ 9 Cutting Data

. Eﬁgznkaﬁﬁﬁffi brc%b‘ma'lﬁ’&;ﬁ Delivers stable, outstanding tool life in heat-treated alloy steels
MIRUYLX: M3X0.5

Thread Size

ERIR A-SFT-H42 M3X0.5 2.5P
ool

R ~

Work Material SCM440 (35 ~40HRC)

TR $2.5x12mm G&D)

Drill Hole Size Through

RUITRE

Tapping Length 6mm (2D)

tEIERE . -

Cutting Speed 7m/min (743min-")

SR KBHELIHERE IERTU— 2015

Coolant Water-soluble Chlorine-free (5%)

{E At UMY =VItv% (BT30)

Machine Vertical Machining Center

A-SFT-H42 3607Ui0T#%

After tapping 360 holes

MIRULYALX:M10X1.5

A-SFT-H42

e

Conventional

ftbttmm

Competitor

HHIRM Number of Machined Holes
0 1(?0 2?0 390 490

RIF

Chipping

T eI RE
Still Running

3207{ Holes

3607 Holes

8

-
4173 Holes Breakage

1807 Holes 7%
Wear
1537 Holes EE]
Breakage

2467 Holes iR

Breakage

fERm 1807V

Conventional After tapping 180 holes

fhitt@ 2207WINT#

Competitor After tapping 220 holes

Thread Size

BHIR A-SFT-H42 M10X15 2.5P
ool

HREA ~

Work Material SCM440 (35 ~40HRC)

T ©8.5X25mm (G&D)

Drill Hole Size Through

RUITRE

Tapping Length 20mm (2D)

tIEERE ; .

Cutting Speed 7m/min (223min™")

HIREIHE] KBMEIHIHA] ERT Y — 201

Coolant Water-soluble Chlorine-free (5%)

(Pt KRV =vItv5 (BT40)

Machine Vertical Machining Center

A-SFT-H42 3515UNT#&

After tapping 351 holes

A-SFT-H42

ek

Conventional

jjukan.]

Competitor

JJ[IITQ%I Number of Machined Holes

? 1 (?0 2?0 390 490

e fmmTae
35178 Holes Still Running
3267 Holes ;ﬁjﬁ
Breakage
2977.( Holes ;ﬁ;ﬁ
Breakage

RIF
Chipping

g

Breakage

2167 Holes

2435 Holes

18

Breakage

267X Holes

R 2977WNTE

Conventional After tapping 297 holes

8

g
fthttm@ 2437V T#
Competitor After tapping 243 holes




. Eﬁiiﬁw”ul High-carbon steel machining

=
-EEFI* A-SFT-H42 M10X1.5 2.5P HIITTEL Number of Machined Holes
A 0 200 400 600 800
Work Material $55C ‘ ‘ ‘ ‘ ‘
A ®8.6X24mm (LED) P B
Drill Hole Size Blind REATE S Wear
papr—— — A-SFT-H42 - -
Tapping Length RS et e still Running
iC:JJﬁ!JEE 10m/min (318min™)
utting Speed .
3 s 6967 Holes RIF
)=z KBHELIHEME BRI U —12.5(8 o Chipping
Coolant Water-soluble Chlorine-free (8%) it -
N C tit §
R Wivy=>Jtvs (BT40) e Al
Machine Horizontal Machining Center
W7687VANI# After tapping 768 holes WD LFREAK shape of chips
R
rrpm‘rmrpnm'mmmn
s % |00
A-SFT-H42 A-SFT-H42
_—
. *ﬁmﬁ{b%ZT J DZQ”"I Precipitation-hardening stainless steel machining
=S| A-SFT-H42 =
-{%‘TI’T M6X1 2.5P Coi%zft?gnal HINIIER Number of Machined Holes
o 0 100 200 300
Work Material SUS630 (37HRC) ‘ I I I
TR $5.1x16mm (D) A-SFT-H42 R o
Drill Hole Size Blind 310% Holes Wear
RUITRS 12mm (2D)
;:]:;;ngth C:Eiétil?:al 957( Holes
{Ij . .

Cutting Speed 3m/min (160min™)
BRI TOKBIETIEIME | Sy EVIR—Z K
Coolant Non-water-soluble Tapping Paste M1307 I After tapping 130 holes
B Rk IR Y=Vt % (BT50)
Machine Vertical Machining Center

PRI NN EIMEREED Y VEY IR—A N EE
mUTLehl, LIAEIME DER el CTIb < F D
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Previously, tapping paste had to be manually applied to
each hole. With continuous cutting-fluid supply, stable
uninterrupted machining was achieved without chip
entanglement, while also reducing operator involvement.

A-SFT-H42




¢ﬁirgﬁﬁm 1’ \‘,4 5}"9 ‘y j’ Spiral Tap for Medium-Hardness Steel

A-SFT-H42

£5 4 4 ol

THLGTH » D

= BfIEEDRE (L) 2.5P LY ! S

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

FREffiHg - CAD

SPEED
EE ANN FEED

CPM v 45 b6
RUDEE:M #:mm . Unit:mm
= L M| mE | SR Aol WTOR vevom| W \ISES) W
8328800 | M 3X05 X 56 | STD | OH2 56 4 19 4 3 253 | B | @
8328801 | M 4X07 X 63 | STD | OH3 63 56 21 5 3 335 | B | @
8328802 | M 5x0.8 X 70 | STD | OH3 70 6.4 24 55 3 425 | B | ®
8328803 | M 6X1 X 80 | STD | OH3 80 8 29 6 3 5.1 B | @
8328804 | M 8X125X 90 | STD | OH3 9 | 15 37 6.2 3 6.8 B | @
8328805 | M10X15 X100 | STD | OH3 100 | 18 41 7 3 8.6 B | @
8328806 | M10X125X100 | STD | OH3 100 | 15 41 7 3 8.8 D @
8328807 | M12X1.75x110 | STD | OH4 | 110 | 21 48 8.5 3 103 B | @
8328808 | M12X15 X110 | STD | OH3 10 | 18 48 8.5 3 106 D | ®
8328809 | M12Xx125%110 | STD | OH3 110 | 18 48 8.5 3 10.8 D | ®

@ =1Z#7EEmR @=Standard stock item
FEMABICDVTIFWEBICTTHEER T LY,
For standard pricing, please refer to OSG's website.

B v O MAEERN ALk DRVSIEp.6 ZTE TEL, M See p.6 for shank square length(2k) and width (DRVS).

1LHEER 32RO RUEZEITDSY v I HEEE T, 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.

2. 9 VITREERDRUBEZRIEITDODTIRHDEE A, 2.Tap limit does not guarantee thread limit for the internal thread after tapping.

XD DARESHEMTEALETTE, HRUILANS IIVDRET BIHEENSDET 3. Stable feed control machines are recommended to avoid over size tapping.
DTTEETEL. 4. Regrinding is not recommended.

4. BMERS#DLTEOEEA. 5.The recommended tap limit corresponds to JIS class 2 internal thread standard.

5 EETVERIR. [BIIS2HRkHRQUAT Y.

- 74 j yo)E ;'E (: DL\Z Guide for Icons

n HE Tool Materials ﬁﬁmfi Surface Treatment 19 U 1’1% Helix Angle
; — V-7V ANy ¥y IORD
oM PRI y  (EESEI-Z.2) i BUNEERRLET
RowdeiMetalllrgylliSS{(CkM) V (Composite multi-layered) Coating Helix angle of flute for Taps

n tﬂﬁu%ﬁ Cutting Condition

spEED PIHIRHBERBEN—I &
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Indicates page number for cutting conditions



https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=A-SFT-H42&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode&utm_medium=N-150

EDBEISRIFEEER oo conaiions

B A-SFT-H42
BIHEIIEE (m/min) Cutting Speed (I) 1|0 2|0 3|0 4|0 5|0 6|0 7|0
h - kR
High Carbon Steel
a2 _ _
Alloy Steel SCM L m 15-30
e 25~35 )
Hardened Steel HRC m 10:20
Er i[O 35~42 310
Hardened Steel HRC
HELZRI DI ETREREE
Advisable Possible

1. YIHLERE (&, RERD I TIREZER U ETEE TS L,

2. COYIHIRGREERE. KARHEERZEATHEEDHDTT,

3. UIHPHBIDIRFEIC KD, + D E D REBETERLWVEENHDET,

() AR AT VU A, RAKBEVEREIR 2 SEBEEDRN
KB ER ZSERTEL.

1. Cutting speed should be adjusted according to the machining conditions.

2. The indicated speeds and feeds are for tapping with water-soluble oil.

3. Depending on the coolant condition, it may not show a good results.

() For precipitation-hardening stainless steels, use either a straight cutting
oil or a highly lubricious water-soluble cutting fluid.

7 m%gl‘ﬁgqﬁ Straight Shank with Flat Part

"
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13 U-Fﬂ?éﬁ Recomennded Drill Hole Size

B :mm  Unit:mm

I IIR )=t oy [t = B 1
DCON 2k DRVS

4 6 3.2
5 7 4
55 7 45
6 7 4.5
6.2 8 5
7 8 5.5
8.5 9 6.5

=2

(@]

(@]

(m]

2k K7

JIS B 0209-1: 2001
JIS B 8031: 2006

A—RILRAU Metric screw threads &6 :mm  Unit:mm
U drillhole dia.

SEELE | [BIS28RA 6HA
M 3 X 0.5 2.53 2.46 2.59 2.59
M 4 X 0.7 3.35 3.25 342 3.42
M 5 X 0.8 4.25 414 433 4.33
M 6 X1 5.1 4.92 5.15 5.15
M 8 X 1.25 6.8 6.65 6.91 6.91
M10 X 1.5 8.6 8.38 8.67 8.67
M10 X 1.25 8.8 8.65 8.91 8.91
M12 X 1.75 10.3 10.11 10.44 10.44
M12 X 1.5 10.6 10.38 10.67 10.67
M12 X 1.25 10.8 10.65 10.91 10.91

TIURIFIIS B 0209-1:2001 #&(CEE U S EETT,
The pilot hole diameter is a reference value calculated based on JIS B
0209-1:2001.
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[55a5-957 ] 0533-82-1134 [55355-vavema hp-info@osg.co.jp
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« TEZEAT 263, BT 2RRNDIDT, HIFN/\— - (REIRS - REWNSEHEALTTEL,
NI RFTRSIENT FEL.

+ FID K FIFRFTHSIENTTEL,

* TEOYINBEDEL Eo e SERZEFIELTREL,

« BEE - RERBHNRELLS. BSICERZHRLELTREL.

* TEICEFZMRIFVNTTEL.

« MIFIICTEDTERRET> TR,

OSGRIEE

& Safe use of cutting tools

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

« Do not touch cutting edges with bare hands. Copyright ©2026 OSG Corporation. All rights reserved.
+ Do not touch cutting chips with bare hands. Chips will be hot after cutting. e — R = 2 3 e 5 5
g e e capets it F HRICOLTE, BHR  BREGSTHDETOT, FEGANIOIBULEE
+ Stop cutting operation immediately if you hear any abnormal cutting sounds. EEIRHEDHDET . Tool specifications are subject to change without notice.
+ Do not modify tools. - AEBEWABTOEMEH - BRZRUFT,

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

N-150.609.CA.EA(DN)
26.11
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