ZERO-GT

Zero Gap, Infinite Possibility. 2+<#m< L. EROTEEMEA,

Z=RO Series



Z=RO0 Series

CREATING WHAT’S NEXT
FLEFVWREKZEID

Engineered to redefine expectations,

the ZERO Series combines cutting-edge technology

with purposeful design to open
new opportunities and inspire what's next.
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ZERO-GT

AFIEONDHk
Zero Gap, Infinite Possibility.
2F I EEL, EROTEEEA

TROEFTCRUZILT. PRZzEL EEIL

Unlock Thinner, Lighter Designs with
Near-Bottom Threading

ZERO-BT

TNRITEONDEE
No Breakage. No Downtime.
FNBZVHS. SR,

HEMDNERQUIITHOHMBEYR I ZRIMVE
Minimize Breakage Risk in Small-Diameter
Threading of Difficult-to-Machine Materials
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Zero Gap, Infinite Possibility. z+v=m<L. mRoTaEMA,
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Traditional Approach to Pilot Hole
Depth Design in Tapping

1P 2.5P
MTHRERN BAEHORSE
Tolerance to Machining Variations Chamfer Length
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_ . YO DIRFRICEDEPmEEETDFHIR
Vj —TA /9 Component Design Challenges Due to Conventional Tap Limitations
V Coating
e— 9y T DIRF EB R E DHIBR
=] L\ﬁﬁﬁgﬁ |‘$ Limitations of Conventional Taps Component Design Constraints
High wear resistance
® NEICFATEZRUENTES o WBEDEHICHIFRH D
An incomplete thread section remains Component thickness is restricted.
at the bottom of the hole. = o
— X ® 2+ BELICEREN TS
® %E Uﬁfifﬁﬁ:*ﬁléﬁlﬁ%ﬁib‘ } The required cl\earance makes weight reduction more difficult.
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Powder Meta urgy HSS Short chamfer taps often result in unstable tool life. Unable to maximize usable thread length.
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High wear resistance Barriers to Miniaturization and Weight Reduction
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Minimizing the Incomplete Thread Section
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Thinner Design
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ZERO-GT

o [ERfTELRIE T REmHEN]
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Breaking the Conventional Trade-Off Between Short Chamfer Length and Tool Life

Z=RO Series

=bIlTaEH
REIRMERD
BfEZzaa

Distributes the Load During
Chamfer Engagement,
Where Cutting Loads Are Highest

REBIDET
mrigtEzm L

Increased Web Diameter for
Improved Breakage Resistance

B%0—JRM{TEF

Ultra Multi-Lobe Chamfer Design

NIESEODSWATFYLUAHFITAFIEO

Zero Gap in Difficult-to-Machine Stainless Steel Application

fEFATE Tool ZERO-GT M1x0.25 0.1P

KRB Work Material SUS304

TIUR Drill Hole Size $0.91

BIZR FO—7 Machining Stroke 2mm (2D)

YRR Cutting Speed 10m/min (3,183min™")

YR Coolant ABUIHER SR TU—20f8 [hersokoe
EFREM Machine IRV =919 (BT30) Vertical Machining Center

Woddl TEOMAMEERCILORER E/T

Special Thread Combines Long Tool Life with Stable Thread Quality
Configuration

FET DA EMHEICE L DYJELHEZ JVE1—9 DR ZRAWNTERE Uk
eI AL THEWRZE/H. MAMZB L FHRRQUILAERICEKY  BENDOARVRIFRHRCILZERR
By delivering a greater volume of cutting fluid to the cutting edges. Special thread specification designed using computer simulation of plastic deformation

where heat generation is highest, cooling performance is enhanced to enable the formation of good internal threads that will not collapse easily.
and tool life is improved.
e improy #75EOEH [mm]

Axial Displacement

{iE3R 5 Conventional 020

EFTIE:M1.4X0.30.1P
Tool
#HI# 1 SUS304
Work Material
TN 91.28X4.5mm (kW)
Drill Hole Size Blind
RQUITRE 1 2.8mm
i Tapping Length
N < EDEIEE : 10m/min

MI7AE Threading direction MI7A[E Threading direction Cutting Speed

IV 1—9 DEHERET ZERO-GTTHIT & Nfzshra Ll VIRGER : ATEIELTHI AR

1)— p=q
Computer simulation of plastic deformation  Internal threads machined by ZERO-GT Coolant \Ai‘;E“ij‘Jb‘ 2015
ater-soluble

Chlorine-free (5%)
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DHIT - 9 Cutting Data

AT VLA E TFARIEHEETRUNT

Threading Stainless Steel Close to the Bottom of the Pilot Hole

fERIR ZERO-GT M1x0.25 0.1P
Tool ﬂﬂI/’Ti& Number of Machined Holes
HHl SUS304
Work Material 9 1,900 2,900 3’q00 4Iq00
AN
Drill H?):Ie Size $0.91
- kGO RE
ijnnajcii;rsi:gl:;trofe 2mm (2D) ZERO-GT 3,600ﬂ Holes gﬁg?‘;g
tIEERE . .
Cutting Speed 10m/min (3,183min™")
s LT oo fiekam 1P o Rig
2§:Jalﬁﬁu 7}<\llvea¢§goglﬂi$e§ghi§ri§r;ej-fze (5-%)2)1:' Conventional 3’0001\ Holes Large Chipping
EFER IRV Z=UI 9 (BT30)
Machine Vertical Machining Center

ZERO-GT

3,6007_'\ Holes

ﬁE;Eﬁ'J 1P cConventional
3,000 Holes

F9 U E8ZDRUNMITUERRD 2SI EDHA

More Than Double the Tool Life of a Conventional Tap in Titanium Alloy Threading

ERTR ZERO-GT M1x0.25 0.1P
Tool ﬂﬂI/’Ti& Number of Machined Holes
1Rl Ti-6AL-4V
Work Material 9 1?0 290 390 490 590 690
AN
Drill H?):Ie Size 90.91
MIzZkO0-—7 - o ol AE
Machining Stroke 2mm (2D) ZERO GT 500,\ Holes Still Running
i 10m/min (3,183min")
N ek 1P o g
B KGR 57U — 204 ol 2187 Holes A
Coolant Water-soluble Chlorine-free (5%)
{SE PR MRV =TS (BT30)
Machine Vertical Machining Center
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Stable Machining in Difficult-to-Machine Stainless Steel

BERIR ZERO-GT M3x0.5 0.1P
ool

KR

Work Material 5US304

TR

Drill H:cl;Ie Size 028
MIZR~O—2

Machining Stroke 6mm (2D)
EIRERE . -
Cutting Speed 10m/min (1,060min™")
HIRELHE] KB MECIHHE R TV —201%
Coolant Water-soluble Chlorine-free (5%)
B IRV =Tt 9 (BT30)
Machine Vertical Machining Center

7]']171\%& Number of Machined Holes

0 500 1 ,900 1 ,5‘00 2’0\00 2,5‘00 3,900

RO HE

Still Running

ZERO-GT 2,550}"( Holes

fEeXm 1P

Conventional

Rig
Large Chipping

1,800["( Holes

ZERO-GT ﬁE;EE': 1P Conventional
2,5507T Holes 1,8007 Holes

Ya—-pFvYI77 (BUMIEEIDRE:1P) ERIFEEEFRIE

Achieves Performance Equivalent to a 1P Chamfer Tap

ZERO-GT €5 1P conventional
6,0007% Holes 6,0007 Holes

EHIR ZERO-GT M1x0.25 0.1P
ool

R

Work Material A7075 ‘ 545¢C
TR

Drill Hole Size ¢0.91
MIR~O—Z

Machining Stroke 2mm (2D)
HIEERE ; .
Cutting Speed 10m/min (3,183min™")
HIEIBA] KB MECIHEHE ERTU—2015
Coolant Water-soluble Chlorine-free (5%)
fEF IRV =TIt 9 (BT30)
Machine Vertical Machining Center

A7075

S45C




%'Eﬁg ° 7 4 7 D ? -‘7 y 7 TEEEEEQ ‘y 70 High-Performance Micro-Chamfer Forming Tap

ZERO-GT ,

~
S
DCON

LF

SPEED
| FEED

PM
P8
QUQE%E M Bfmm Unitmm
Y—JLNo. U BEREL | BE | BN | 28 |GUBORS | EIORT | YvyoR | RELEYY | EE
EDP No. Thread Size Grade TAP Limit 2c LF THLGTH LU DCON External Center Stock
8329200 M1 X0.25 0.1P 30 55 7 3 — [ )
8329201 M1.2 X0.25 0.1P 32 6.5 9 3 = [ J
8329202 M1.4 X0.3 0.1P 34 7 10 3 — [ J
8329203 M1.6 X0.35 0.1P 36 7.5 11 3 = ()
8329204 M1.7 X0.35 RH4 0.1P 36 8 12 3 — [ )
8329205 M1.8 X0.35 STD 0.1P 38 8.5 13 3 - Bl @
8329206 M2 X0.4 0.1P 40 9 14 3 — [ J
8329207 M2.5 X0.45 0.1P 44 10 16 3 = ()
8329208 M2.6 X0.45 0.1P 44 10 16 3 — [ )
8329209 M3 X0.5 RH5 0.1P 46 10.5 17 4 = o
8329210 M4 X0.7 RH6 0.1P 52 12 20 5 — @
@ =1Z#EER @=Standard stock item
ZHEEMASIC DV TIFWEBICT T TSR TS L. For standard pricing, please refer to OSG's website.
1HEEH (F28RORUIBHERD T Y THEREE T, 1. The recommended TAP Limit corresponds to JIS class 2 internal thread standards.
BIWEOLDOHFEEERH BELA—CTIH REF18UMEB>TBIET, Upper limit of pitch diameter tolerance is same as RH limit, but tolerance is 18um.
2.9 TREERDRUBEZRIIT 2D TIEHUEE A, 2. TAP Limit does not gurantee thread limit for the internal thread after tapping.
3.BfIE[0.1P)[FEE LOFVET T . AUOFK L. BRURERUIN RS K1 3. The 0.1P chamfer length is a nominal value. Due to thread geometry, the effective
#10.5PELIBNFE T, thread length is approximately 0.5P shorter than the thread depth.
¥ BRULIYTEHITY I TIEFRENERBIE T, *The drill hole diameter for forming taps differs from fluted taps.For drill hole size,
TITEFp.8ZSR TS, please refer to p.8.

- 7’( j yo)Eiﬁ‘:j L‘t Guide for Icons

n HE Tool Materials ﬁﬁﬂiﬂ Surface Treatment tﬂ‘ﬁu%ﬁ: Cutting Conditions
— . tIHISRHRERIGRNN—I%Z
WFRNA R _— o5y E 2
PM Powder Metallurgy HSS(CPM) '} V coating M mRUEY

Indicates page number for cutting conditions



https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=ZERO-GT&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode&utm_medium=N-155

HIRIEFRER oo condnon

» =
wﬁf/\]uagial C{‘?J?E‘;E?:d ZERO-GT
WS- ERCRI- PRI o Capon e C<0.45% 15~40 o
= ixZ Ml High carbon Steel 0.45%=C 15~30 ©)
BB Aoy steel SCM 15~30 @)
SAETEM Hardened Steel 25~35HRC 5~20 (@)
8 cast steel SC 15~40 O
AT VU RS stainless steel SUS304 - SUS420 5~15 o
TE ool steel SKD 5~15 (©)
# copper Cu 10~30 )
E - HEFEY Brass-Brass Casting Bs « BsC 10~30 O
PIV=ZD LFEIER Aluminum Rolled Steel Al 20~50 @)
ZIVEZOLEEFHY Auminum Alloy Casting AC - ADC 20~40 ©)
HENESEFHEY zinc Alloy Casting ZDC 10~30 O
FIUER Titanium Alloy Ti-6Al-4V 3~10 o

REO BAO BestO GoodO
3 L COVIEISHESER G KB MIEIHE (18R T7U—) ZERT358DHDTY., Note: The indicated speeds and feeds are for tapping with chlorine-free water-soluble coolant.

1 RACEMTIHBHE 1 (E R MO R VKB HEIELERZ ER TS WL, %1 : We recommend using non-water-soluble coolant or highly lubricated water-soluble
1. BIEMORES B TES FAEMEF TRUININTRETI A, v S iEis coolant.

TIUERAER UV ES EELEE 0, 1.The ultra-short chamfer design enables threading close to the bottom of the pilot hole. To
2. BRI E IR T TERLIZE L, prevent tool damage, ensure that the tap tip does not contact the bottom of the hole.

2.Please use a machine with synchronous feed capability.

:J -\7 y 9 m%gl‘ﬁg:l* Straight Shank with Flat Part

Bfmm Unitmm

Z
< 4 = O
I IIR mARRE y==Fei ] Q
DCON Dk DRVS
5 2.5
4 6 3.2 n <
7 4 <

19 UTR?&% Recomennded Drill Hole Size
)( - h }Il 19 U Metric screw threads Bf:mm  Unitmm

|BJIS2#% AL
RUDOEY for JIS class 2 drill hole dia. SH 6H
Threadsize RHIEE | BI~BA(UONHUE) | RHEE | BI~BAODNUER) | RHEE | SI~BA(ONDYE)
RH Limits Min.~Max. (Thread Overlap Ratio) RH Limits Min.~Max. (Thread Overlap Ratio) RH Limits Min.~Max. (Thread Overlap Ratio)
M1 X 0.25 4 0.9 ~0.92 (100%~80%) 4 0.901 ~0.92 (100%~80%) - -
M1.2 X 0.25 4 Uoll == T,12 " 4 1.101 ~ 1.12 " — -
M1.4 X 0.3 4 1.27 ~1.294 " 4 1.27 ~1.294 " 4 1.27 ~1.291(100%~82%)
M1.6 X 0.35 4 1.44 ~ 1.48 (100%~75%) 4 1.44 ~ 1.466(100%~81%) 4 1.44 ~1.475 (100%~75%)
%% M1.7 X 0.35 4 1.54~1.58 (100%~75%) - — - -
M2 X 0.4 4 1.81~1.85 " 4 1.81 ~1.84 (100%~81%) 4 1.81 ~ 1.849 (100%~75%)
M2.5 X 0.45 4 228 ~2.33 " 4 2.28 ~2.312(100%~82%) 4 2.28 ~2.324(100%~75%)
% M2.6 X 0.45 4 238~243 " - - — -
M3 X 0.5 5 2.76 ~2.81 (100%~75%) 5 2.762 ~ 2.798 (100%~82%) 5 2.762 ~ 2.812 (100%~75%)
M4 X 0.7 6 3.65~3.7 (100%~85%) = = 6 3.66 ~3.69 (100%~85%)
#JIS B 0205-2:2001 R2[CBEVRLDFVTY, »*¢Nominal size of a screw that is not listed in JIS B 0205-2:2001 Table 2.
1. EROTNER WHMFICLIEBVET DT BRELTTE L, 1.The proper drill hole size may change due to material variety. Use the recommended drill hole size as a
2. FNERIFRENM B - R T EFIC RV B DN S DEDUET benchmark.
@t“%ﬁb}][]IO)J:i}EE'FEL\O . 2.As the hole diameter may vary by behavior of plasticity depending on the material, hardness and shapes of
3-@2&"&"%%’%3—%’& TREFBAZHDIHEFTYT BHICEDET workpiece, the hole diameter should be determined through trial tapping prior to final machining.
’&EFG\MD _ N . . 3.A larger drill hole size is better for extending tool life. Select a drill hole size based on your particular
4 TFREA Y SRV DINENGDE NS TILDRAICEIEIDT application.
TEETEL,

4.To avoid tapping trouble, correct hole must be maintained free from warp, deformation, stagger and the like.



ZERO-GTIIIDRA >/ b

ZERO-GT Machining Guidelines

BRI TRRICHS OB TRELLEETN
Optimize Pilot Hole Clearance for Your Machining Conditions
ZERO-GTIRRIFTEEOREI HEH TEL TARMEXTRUNMINTTEETT M.
Iy THRIRETANENEMULBVNLSTERLILEE L,

The ultra-short chamfer design enables threading close to the bottom of the pilot hole. To prevent tool damage, ensure that the tap tip does not contact the bottom of the hole.

BTFRRUILZE0,. TERERZLTLIEEV

Control Tool Lengths, Including Pilot Hole Dirills

v—LFUtvsOZT

Tool Presetter OZT
MNIFCEHIEDTVEYMRAIEZTSCEF  ARDFES . E3REALE. DX MIRICRIIBET .
OZTY—=IWFVEYIRMEF YIS EEEMHDH LERRLET .

Presetting and measuring cutting tools before machining helps reduce defects, prevent collisions,
and lower operating costs. The OZT Tool Presetter improves efficiency and enhances productivity.

*%EG)EL‘IQTU Tty |“ High-Precision Tool Presetting

ITHEIICTEORIE PEFEEDHESD. SN TEETT .

CNICK BEDRVWRELUIIIMTZAET

Tool dimensions can be measured, verified against tolerances, and adjusted before machining.
This enables highly accurate and stable machining performance.

EED‘DF&E Fast and Easy Operation .
ERDOERFMUESHEEELFTETT,

HE L TCEESNERHY X T AN AEZTLEN DIEEICIRZET .

Time-consuming manual alignment is no longer required.

The automatic cutting-edge recognition system quickly and accurately identifies the cutting edge directly on the screen.

BZERO-GTOTF/UIILIETSYyrRUILAET T8

Flat Drills Are Recommended for ZERO-GT Pilot Hole Machining

REERUIL ANASIWI v BEISYMRUIL ANASIWI S BEISYRRUIL ZERO-GT
Carbide Drill + Spiral Flute Tap Carbide Flat Drill + Spiral Flute Tap Carbide Flat Drill +

ﬂaab ﬁ;ﬂgt“ * U %l" n Uﬁtmﬂaﬁ I: Greater tapping depth can be achieved based on combination.

#BE7svrru)L ADF-2D smyvt=@E7Sycru)L ADFO-3D *’ﬂ”

Carbide Flat Drill Carbide Flat Drill with Oil Holes

e, SRS



https://www.osg.co.jp/products/drill/spec/adf.html?utm_source=qrcode&utm_medium=n_155&utm_campaign=adf

BHRUOTDONZY (NV) Xk

Measures against burrs at entry point of internal threads

DAY Burr

Tap Drill Size

Tap Drill Size

OscimE. EEY UIRLMEE without chamfering

Tap Drill Size

OcinmE. EEY LIS with chamfering

Tap Drill Size

Sy S FEMERICEVRUILZRA T Bcs. T—IJ DO i
HICHRUDNBWEE NAUDECE T HhAUPUIF - NUDFRE
ZMZABI(CIF. 60°~70' DAE THIWZ{TICEZHEHLET .

Forming tap forms threads by plastic deformation. Without adequate chamfering,
this process often leads to burrs forming on the hole's edge. To ensure a clean finish
and prevent burrs, chamfering the hole at 60° - 70° is strongly recommended.

WERES Yy T DHRULLTEDAZAR

Internal Thread Crest Profile Formed by Forming Taps

1% (97%)
Optimal (97%)

B ENUBE (114%)
Over-Forming (114%)

B EAWBE (BEE) 1 TINEBNINETES
B EFPNURRE  TIREBENAETES
Over-Forming: Pilot Hole Diameter Is Too Small
Under-Forming: Pilot Hole Diameter Is Too Large

FERUIIIIOERHET. 118 OEBIHIURELRIZSE. BEYIGHE
NERZ . RUYA XH2EYFRICTNEN IV EFHITEE T,
F:M10X1.5D1F&. 10mm+(1.5%X2)=13mm

If a 118° chamfer is needed due to drilling requirements, burrs can be prevented by
setting the chamfer diameter to the thread size + 2 pitches.
Example: M10x1.5=10mm+(1.5%2)=13mm

&Y Y I TINIENHRUDIIER. EITUAH ZRF oI RARICEVE T
(=

The crests of internal threads machined with a forming tap will be split or notched
(see photo).

R)

UohhIEREHRUILE
Thread Fill Rate and
Internal Thread Profile

M10X1.5

B EDNUTRRE (58%)
Under-Forming (58%)

10



A-LRS—-FD =4
T442-8543 BHRE||HAHY F=T B2
7 (0533)82-1111 FAX (0533)82-1131

REXERLE
T140-0002 ERREBG/ X 14-12-6
@Y= ARFLFILIT— 195 T(03)5715-2966 FAX(03)5460-2966

FEEAREZER
T550-0013 ABRAFARRMFEXHET2-18-2

F—IRI—tEVI—LIL 8F
TTUT— 3 VB

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

T451-0051 EHRLEEMAXAEHNEIZ-1-17

BIZrium#&t/ZE 40 2(052)589-8320 FAX(052)561-8310
il & 2(022)390-9701 W 55 .(0266)58-0152 R # B(077)553-2012
B LU B(024)991-7485 Lt [ 7(0268)28-7381 X BR 2(06)4308-3411
W B(029)354-7017 B [@ 2(054)283-6651 B & 2©(078)927-8212
@ F 2(0270)40-5855 & #\ T(053)461-1121 & R T(076)268-0830
FHE (028)651-2720 2 JI| ®(0533)82-1145 M L 2(086)241-0411
# R .(025)288-3888 = O T(0566)62-8286 |5 & T(082)532-6808
B R B(03)5715-2966 ~ BE B(052)589-8320 J1 M #(092)504-1211
fZI| B(042)704-9953  If B B(058)214-3102  HE & (096)386-5120

(TR O#ifity s THEs )

dSa1=5-v3av94vIL

EA

I8 @& — =

0120-41-5981

TB#E. HAREZER<

0533-82-1134

(Ca N Nl [ https:/www.osg.co.jp/

0OSG Corporation

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

/MN\ZRCBEOVNRLIEDIC

O L EZERAT 26 BT BRI BDDT. O L EDEINERN BB SEAZEPLELTTE L,
BIHN—RERF BLAEEFALTTISV.  ORET ERREHHNFEUCS. ESCERZERIELTREL,
OLINABFHF TRSBNT I, OLEICEFFENMABNTFE L,
\.t}]’)<§"f‘o*§¥'ﬁﬂ§!'57ab\@?3b\a O THIICTRDOTARRET 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.

@5Stop cutting operation immediately if you hear any
strange cutting sounds.
@Do not modify tools.

Chips will be hot after cutting. Check dimensions to ensure proper selection.
\.Stop cutting when the tool becomes dull. /

BRBICOVTE BICHAR - URZET>CBIFIDT, FERLAAHYOT
BEIRELEIZHBENHIET,

@ Tool specifications are subject to change without notice.

OSGRIEE

KAEZEBHNBSDORMNEGE, - EBRZZUF I, Copyright ©2026 OSG Corporation. All rights reserved.

MIX N-155.610.EA.EA(SM)
Paper | Supporting 26.10

responsible forestry
e FSC® C014969
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