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Spiral Tap for Horizontal Machining Centers
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Threading on Horizontal Machining Centers - Reduce problems caused by long chips!
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Horizontal machining centers deliver high
productivity by minimizing chip accumulation.

In tapping applications, however, chip
entanglement can become a significant challenge.
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Oil-hole design for

improved lubrication and
chip evacuation
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Chip-related issues unique to horizontal machining centers
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Compared with vertical machining centers, chips are more prone
to entanglement in horizontal machines due to gravity.
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Low-helix flutes for enhanced
chip breaking
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High wear resistance

V Coating
Powder HSS
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Reinforced neck design f SV A Z

elintorcec neck designfor i 17

higher tool rigidity . .
Vertical Horizontal

i S RAEERD ) D < 9% 57 B |

Horizontal machining center-specific geometry delivers superior chip breaking!
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Dramatically reduces chip entanglement, improving productivity.

1% HI44 : SCM440(30HRC)

Work Material
ERIE:M10X1.5 2.5P RUILTRE : 20mm (2D)
Tool Tapping Length
EJHEEE : 10m/min SIHERR : XA ELIEIER] 53R T U— 201F (PIERHE:H)
Cutting Speed Coolant Water-soluble Chlorine-free (5%) Internal
MIIT'\;& Number of Machined Holes tﬂb(?ﬁa}@ﬁ
Number of Chip Entanglements
(? 190 2?0 390 4?0 5(?0 \
o RIF
4507X Holes Chipping
= A-SFT-HMC (0] =1
o FE
5007 Holes %:fr Times
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Suppresses chip-related problems for stable, continuous machining
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Breaks chips to reduce machining interruptions

#HI41 : SCM440(30HRQ) WEID TR chip shape

Work Material
: .
FATE :M10X 1.5 25P  HIEIEE : 10m/min = ¢ & e _
Tool Cutting S;ed £ = -)L H:;M.Aﬁﬁ%ﬁ“
. Moy, N - e rai i %
fRQUIITRE : 20mm (2D) -_ SRR ot :
Tapping Length 3y ‘ll?;,u ~ T?"f ) ﬂv,.)ﬁ'?‘w-'ﬁhn
IBISEE < ACHIEYIEER 455 T U— 2018 (PRIEBSE) LS A ) o SIS
Coolant Water-soluble Chlorine-free (5%) Internal B 'S,{" e ] ﬂ"“"“‘""’w : Gl s
ST dT e ooy
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A-SFT-HMC (PEps&;H) RISV T (S1EBfEIH)
Internal Spiral Flute Tap External
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Fewer machine stoppages for uninterrupted machining
sy . "

tHHl44 : SCM440(30HRC) 4507 TR DRRISIEEE i tradne omoe
Work Material ‘5 1‘0 1‘5 2‘0 2‘5
EATE:M10X 1.5 2.5P  JHIEE : 10m/min
Tool Cutting Speed OE Times
RUIITRE : 20mm (2D) A-SFT-HMC
Tapping Length OE Times

EIRIEHE] - A EEDEmA iﬁi?)u— 2015 (PIBBAG:H)

Coolant Water-soluble Chlorine-free (5%; Internal
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SpiralTap.

22@ Times

10@ Times
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Reliable cutting fluid delivery for extended tool life
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Oil-hole design delivers cutting fluid directly to the cutting zone
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The oil-hole design delivers cutting fluid directly to the cutting zone,
enhancing lubrication and chip evacuation for stable machining and extended
tool life.

I% =] Reducing machine stoppages improves productivity and promotes labor savings
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By reducing machine stoppages, A-SFT-HMC boosts productivity and supports labor-saving operations.
Increased productivity also contributes to lower power consumption.
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”DI ;-‘_ 9 Cutting Data

B SCM440 (30HRC) DA ool ite in scmaso o vro)

”ulﬂﬁ Number of Machined Holes

9 0 0 40 0

4507 Holes Z’T\Ii:;pin

A-SFT-HMC .
5007 Holes %:fr

350}"( Holes

ftb#tmm

Competitor

2507 Holes

EFE

RIF
Chipping

BHIR A-SFT-HMC M10X1.5 2.5P
ool

HREA

Work Material SCM440(30HRC)

TR ©8.5X28mm (LEb)

Drill Hole Size Blind
RUITRE

Tapping Leng;w 20mm (2D)

HIEERE ; .

Cutting Speed 10m/min (318min™")
HIREIHE] KB MELIEIHE] 55R T U — 2015 (AIERHGE:H)
Coolant Water-soluble Chlorine-free (5%) Internal
{sE PR MYy ZV 5% (BT40)
Machine Horizontal Machining Center

MEFEEICEBNDVI—FT 1V T&
MRINA R EDHEEE THEVLMA 42 RIR
The combination of highly wear-resistant V Coating
and Powder HSS provides outstanding tool life.

Wear

. ﬂgﬂﬁim -t“ E’ EE lJ r': w D ( 3‘-‘%1* ® Stable chip formation even with external coolant supply*
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Optimized shank length improves coolant delivery in external coolant applications

ERIR A-SFT-HMC M18X2.5 2.5P
1A
Work Material S45C SCM440(30HRC) /
7 #15.5X47mm (1ED) /

Drill Hole Size Blind %
RUITRE
Tapping Leng?1 36mm (2D) %‘*%
gﬁ'ﬂfiee J 10m/min (177min"") S
SR AKAELTHEIME TR 7Y — 2042 (S1ER4E5H)
Coolant Water-soluble Chlorine-free (5%)  External
{55 P et #BRYy=—vJ vy (BT50) < T >
Machine Horizontal Machining Center YrVIOR

Shank Length
DTSN KFRIKT.
A L—=XTEH)b < FHEHH AT EE WEID < FRLK Chip shape
The segmented chip shape promotes
smooth chip evacuation. % D )
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M6. M8l TABREHTMIULTLEE L,

* For external coolant applications, sizes M10 and
larger are recommended. M6 and M8 should always
be used with internal coolant supply.
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$45C SCM440 (30HRC)
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. *En wa D ( 3‘-‘”21* Chip shape in large-diameter threading

EmIR A-SFT-HMC M18X2.5 2.5P WE)D SFRAR chip shape
0ol
ok I $45C SCM440 (30HRC) SCM440(30HRC)

AN 15.5X47 b # 0]
—DEi{I\HoIe Size ¢ mm (éjli:nd) : ;;f.'ﬁ 3&9

ST ray o L F&“ gt g
et 10m/min (177min") ’ # 8y Dol
BRI KRB 155R T U —2018 (MEBHG3H) bt B " A .
Coolant Water-soluble Chlorine-free (5%)  Internal y L ﬂ_u & JJ;‘C’ ) ‘"‘w ..r!' iry . A

s W= 5tU% (BT50 o ; At R SR @‘ et
’\iﬁ\in:ﬁ Horizjntal Machining anter ) ﬂﬂ*iﬂﬂ J: q}u _;”j‘ » ’:" ann, ‘ﬁ" { {’L'

Competitor ( ™~ ‘:b i & 4# ﬂ* ’ﬁ' A
& ”Gl;;!" ot AL~ 8 b
- A, %;?""_ . :
EEFIE A-SET-HMC M24X3 2.5P WEID L FHAR chip shape ]
»
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/N 2161 IEb o o G - G e )
—DEi{I\HoIe Size ¢ mm (Blind) L T ?ﬂ %-.;E .1 w{a G{LM % ﬁ%
RuuTR 48mm (2D) frie 8 <7 » il X )
Tapping Length e ol g™ bg G g S ¥4 @
R Dot ALY e 6 W& 3 g
Cutting Speed 10m/min (133min") W;:"E% - 9 ﬁ ;—3 - _g'\e " jg

R . . N ; o S B 3 .

Il TR METHIHE B3R T U —20% (FIEB4ES o % @) ;
aaR e an) ey e * iSgp e
fEr WY =25 t% (BT50) =
Machine Horizontal Machining Center SCM440 (30HRCQ)
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Stable chip breaking and controlled chip formation,
even in large-diameter threading applications.
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@Unﬂ Helix Angle
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Helix angle of flute for taps

n tﬂﬁu%ﬁ- Cutting Condition
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Indicates page number for cutting conditions

SPEED
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*ﬁﬁg’]ul%m Z’ \o'(all/ 9 ‘y 70 Spiral Tap for Horizontal Machining Centers

A-SFT-HMC
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= BfFEEDRE(80) 2.5P

Chamfer Length

» 2/ XRUAIRHULEY IRERTY

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

» 2YA AN ETY

All sizes are equipped with coolant hole.

SPEED
_— AN P

5EW{‘1€" with Coolant Hole

Lo 5

(@)

[m]
I ] — @

gﬁ,4k7{774%777 == — -
THLGTH 2k 4%
QQ*
LU
LF

v 8 P6
nUG)E’xEE M 87 :mm  Unit:mm

T AN "o | | 35 |Puiohe EToRs vrom M DAnn B

8329000 M 6 X1 X 80 | Yes STD OH3 80 10 29 6 3 5.1 B|l @
8329001 M 8X%X1.25X 90 | Yes STD OH3 90 13 44 6.2 3 6.8 B @
8329002 M 8 X1 X 90 | Yes STD OH3 90 13 44 6.2 3 7.1 D @
8329003 M10X 1.5 X100 | Yes STD OH3 100 15 51 7 3 8.6 B @
8329004 M10 X 1.25 X100 | Yes STD OH3 100 15 51 7 3 8.8 D @
8329005 M10X1 X100 | Yes STD OH3 100 13 51 7 3 9.1 D @
8329006 M12 X 1.75 X110 | Yes STD OH4 110 18 60 8.5 3 10.3 B @
8329007 M12X1.5 X110 | Yes STD OH3 110 18 60 8.5 3 10.6 D @
8329008 M12 X 1.25 X110 | Yes STD OH3 110 15 60 8.5 3 10.8 D @
8329009 M14Xx2 X110 | Yes STD OH4 110 20 58 10.5 3 12.1 D @
8329010 M14 X 1.5 X110 | Yes STD OH3 110 20 58 10.5 3 125 D @
8329011 M16 X2 X110 | Yes STD OH4 110 20 56 12.5 3 14 D @
8329012 M16 X 1.5 X110 | Yes STD OH3 110 20 56 12.5 3 14.5 D @
8329013 M18 X 2.5 X125 | Yes STD OH5 125 25 67 14 4 15.5 D @
8329014 M18 X 1.5 X125 | Yes STD OH4 125 20 67 14 4 16.5 D @
8329015 M20 X 2.5 X140 | Yes STD OH5 140 25 78 15 4 17.5 D @
8329016 M20 X 1.5 X140 | Yes STD OH4 140 20 78 15 4 18.5 D @
8329017 M22 X 2.5 X140 | Yes STD OH5 140 25 76 17 4 19.5 D @
8329018 M22 X 1.5 X140 | Yes STD OH4 140 20 76 17 4 20.5 D @
8329019 M24 X3 X160 | Yes STD OH5 160 30 91 19 4 21 D @
8329020 M24 X 1.5 X160 | Yes STD OH4 160 20 91 19 4 225 D @

B 7 OVOHEBEpAETE T,
B v o MEERT% Lk, DRVSIEp 6 BB T L,

1LAEER  F2RDAUHELEINDY v T HERETY,

2. 5V TRERDRUREZRIETHEHDTIIHDEEA.

EDDARRELSHIMCTEALTTE, HRUIMA NS IIVHFEET BHEEDHDEITDT
TEETEL.

4. BMERS#BDLTEOEEA.

5. HETIURIF. IBJIS28RORQCAT Y, (BISOMBICELHRUIKERL)

@ =1Z#7EER @=Standard stock item
EEMEICDUVTIFWEBICTTHEER TS L,
For standard pricing, please refer to OSG's website.
M See p.4 for explanation of icons.
M See p.6 for shank square length(2k) and width (DRVS).

1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2.Tap limit does not guarantee thread limit for the internal thread after tapping.
3. Stable feed control machines are recommended to avoid over size tapping.
4.Regrinding is not recommended.

5. The recommended tap limit corresponds to JIS class 2 internal thread standard.
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https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=A-SFT-HMC&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode&utm_medium=N-151

EDBEISRIFEEER oo conaiions

B A-SFT-HMC
EDHEIRE (m/min) Cutting Speed 9 1|0 2|0 3|0 4|O 5|0 6|0 7|0
ot 0 sme 5-15 15-30
High Carbon Steel
[=Fii i
iﬁ:oy Steel SCM 3-15
B 25~35 515
Hardened Steel HRC
5951 )ViEEk
Ductile Cast Iron FCD 5-50
HELZRI T AT RERELE
Advisable Possible

1. JHERE . REOMTREZ#EB U LTEE TS L,

2. COYIHIRERERIG. KBEYEME ZERATHEEDEDTI,
3. IHURBIOREICKD . T AR EENRETERVBELNHDERT,
M6X1, M8X1.25, M8X1(Z., BIEED B ERKM+BEEXRILID

HHEHEBZHELXT,

M ERRIM T O IL A EE Y XIFM10L LT,
FIEIERES ~15m/minTS{ERTEL,

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 M6 X 1, M8 X 1.25, and M8 X 1, the combination of a machine equipped
with a synchronous feed mechanism and a rigid holder is recommended.

*External coolant is recommended for sizes M10 and larger.
Use at cutting speeds of 5-15 m/min.

:J -\7 y 7 m%gl}ﬁg1ﬁ Straight Shank with Flat Part

19 U?ﬂ?&i Recomennded Drill Hole Size

BT :mm  Unit:mm

mEmES | [UELHE
DCON 2k DRVS
6 7 45
6.2 8 5
7 8 55
8.5 9 6.5
10.5 1 8
12,5 13 10
14 14 1
15 15 12
17 16 13
19 18 15
5
o
ek | OQ\@

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

)(_ I\) l/n U Metric screw threads

Bfi:mm Unit:mm

. = | RIVEIR RATIVE
R OFY ﬁiﬁﬁﬁ Min.dillholedin|  Max. drill hole dia.
UlhieEG] S dill hole dia.

ZAEEIE | [B)IS28RA 6HF

M 6 X 1 5.1 492 5.15 5.15
M 8 X 1.25 6.8 6.65 6.91 6.91
M 8 X 1 7.1 6.92 7.15 7.15
M10 X 1.5 8.6 8.38 8.67 8.67
M10 X 1.25 8.8 8.65 8.91 8.91
M10 X 1 9.1 8.92 9.15 9.15
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
M14 X 2 12.1 11.84 12.21 12.21
M14 X 1.5 12.5 12.38 12.67 12.67
M16 X 2 14 13.9 14.2 14.21
M16 X 1.5 14.5 14.4 14.6 14.67
M18 X 2.5 15.5 15.3 15.7 15.74
M18 X 1.5 16.5 16.4 16.6 16.67
M20 X 2.5 17.5 17.3 17.7 17.74
M20 X 1.5 18.5 18.4 18.6 18.67
M22 X 2.5 19.5 19.3 19.7 19.74
M22 X 1.5 20.5 204 20.6 20.67
M24 X 3 21 20.8 21.2 21.25
M24 X 1.5 225 224 22.6 22.67

TUUEIFJIS B 0209-1:2001 #E(CEH U SEETY,

The pilot hole diameter is a reference value calculated based on JIS B

0209-1:2001.

&



shaping your dreams
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& 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.
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