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X Performer Forming Tap Series (XPF)
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Forming tap forms screw threads through plastic deformation of work material. No more worries for chips. XPF is equipped with the
innovative functions, which enable the stable and chip-free tapping.
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“The Impossible Becomes Possible.”
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specially designed HRC E
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Low-torque
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XPF achieves low cutting resistance and high lubricity, which enables tapping in materials up to 35 HRC.
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XPF is ideal for tapping in large parts of heavy machinery, construction equipment, and industrial machinery. The size range is from M1 to M45.
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B3R 7Y —DKBMEERAIZERALIIT TS,
THEMAMEEZZOCTVE T, KfcAILik—Ib
fFZ0IL-S-XPFI&. = A M(MQL) Il THAEET T,

XPF has a high durability even machining with chlorine-free coolant. OIL-S-XPF is also
suitable for MQL machining operation.
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j j b i“ﬁ 5 L X P F o’ XPF is Different from Others!
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Reducing approx. 40% of machining torque. Reducing approx. 20% of heat generation.

FYEVIEERDY—EISTER
! M A thermograph image taken immediately after tapping
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% To photograph the process, machining was carried out by applying paste instead of using coolant.
However, during normal machining, coolant should be used.
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Restraining Burrs Resistance improved

OIL-S-XPFoEiE= X MITnTH&zP.7858E)

OIL-S-XPF with MQL: please refer P.7 for processing conditions.

F A IVik—IV{3F OIL-S-XPF (SR N) ERDEES v T (KBMEEIHIEFISEREH)
OIL-S-XPF (with Oil Hole/MQL) Conventional forming taps with water soluble coolant.

MID#EFIFYouTubeTFIv !

Check the OSGJAPAN Channel on YouTube!

3 YouTube

. 7'{ j y@E;ﬁ':DL‘t Guide for Icons

n *ZH Tool Materials %Emiﬂ Surface Treatment
M MFRNAZR HsSE  BN\FIYTLINAR N yO—F 4V (EESEI—F 1Y)
Powder Metallurgy HSS (CPM) High Vanadium HSS Vv V (Composite multi-layered) Coating

tﬂﬁ“%ﬁ Cutting Conditions
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Indicates page number for cutting conditions
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Useful Tips

0 :hﬂtil:l;XpF XPF is the Solution

& b O TRAEMZ SNSXPF(E, AR, BIEEA, X0 isadequate for large ciameter tough materils and
MaL<T 0)7][] Ia)ﬂi" < EE‘ E%ﬁ‘ %'ﬁ"ﬁ”u TIcH spee;i r)rlmachining, long toqol life and higg quality ar’e o
BWMTT, IEFREBDENEY v T CHHHFRFELIEL  achieved.

IFERREFRRICERIEBH U T L.

XPFlzgs :J IJ _Z“ 3 series of XPF
I Bomw  SXPF
% =3 B — OIL-S-XPF
| GHTNATE /with oil Hole)

P — gs  LT-S-XPF

(D“Jﬁ’J'\'“Jﬂ/Long Shank)

9 Eﬁg ‘y jﬁ L‘ﬁlj.4 — :J“ Image for Selecting Forming Taps

1%*?12@?1}%9 v Vi (N RT) Xb :E)EEEE*ZEJ: DE( S-XPF and LT-S-XPF process ha_rdened mvaterials much
NI TEBS-XPFELT-S-XPFo BB TOTER  oiequstotor mocees cking cvttinn soeed. -
[C[EXOIL-S-XPFHhE&ET I,

.EE ° mﬁ“ﬁf;ﬂu%i‘f}(—:j Hardness and Cutting Speed Selection Image
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TR

354
S-XPF
30- LT-S-XPF

254

VP-NRT

20

Hardness of Work Material  (HRC) ki

TIN-NRT OIL-S-XPF

25 30
YIEERE (m/min)  Cutting Speed

) RUYA X M3~M12 OKEETIHEEF (8RTYU—). MAL ZAWCINIAX—Y BT AKBHEHEZAVSE. RAXDBRMENS D5, tIHREE L
H&DBEELED . 20m/min UTZHRELE T M3 K M12 BADEE S EATDIHEMCREMICOLIDT TN ERKIDBEVWIRRELLEDET,
This figure shows the general condition of M3~M12, with chlorine-free water-soluble coolant or MQL. For non-soluble coolant, reducing the cutting speed to
20m/min or less is highly recommended in preventing ignition. Also, please reduce the cutting speed for > M3 or M12<, depends on machine and work materials.

8



9 %EUW ﬁu EE Deciding Cutting Speed
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tool life.

LETFICHR> T A2 L REEIHEREZ R L
HICEZBEHLET,

IW'ﬁ'JiEE@EL\ICJ:%mitEE Comparison of durability by the difference in cutting speed

Does low cutting speed contribute to long tool life? It doesn’t apply
to XPF. Slow speed tapping, which generates less heat, causes
bigger cutting resistance and tool wear. Cutting speed should be
adjusted properly to find the most appropriate cutting speed for

EHTE OIL-S-XPF M8X1.25 (4¥%%m)
Tool Special Order
HREIA

Work Material $50C

VA ®7.4X23mm (LED)
Drill Hole Size Blind
RUITRE

Tapping Leng‘t-h 18mm (2.3D)
BIRLRE _ ;

Cutting S‘peed 10 ~40m/min
BDELHE MQL 50cc/h(PIER#E;H)
Coolant Internal

fSE PR BTy =—vitry
Machine Horizontal Machining Center

B¥ikm(ErYy—XIb—)

Special order products (Center through coolant hole)

10m/min

20m/min

30m/min

40m/min

IIHI/HQ%I Tapping Holes
1,q00 2,q00 3,q00 5,q00
7R EFEX
LIt Excessive Wear
BEFEX

3,0007X Holes

Excessive Wear

4,500ﬂ Holes

EEFEX

Excessive Wear

4,3757 Holes GP-Out
= FLHK

3,8067X Holes E;cessive Rubbing Noise
3,3557{ Holes GP-Out
1,606 Holes GP-Out
812X Holes GP-Out

| — | T 3 'I :
Ei J Vi Choosing the Appropriate Coolant

HRMEORVKBMEIHIRE. FedARKEMETIEH
BlEe#REULE T, L. tIHIERE 20m/minZ X
SEEMIDESE. whFKBEIEIHEZ CERT

&LV (KB MEHEIEFE N OBIRMED S D T8) .

O ERER - RIVY - D— IR

20m/min or below.

High lubricant water-soluble coolant is highly recommended as well
as non-soluble coolant. Water-soluble coolant must be used for
high speed cutting. Non-soluble coolant can be used in only

_— ‘
IE D L t Machining, Holder and Work Holding

RABMLVY. MUVOHERSE. EREHMOEEEZ CiERD
E. CEATEV. XPFREREIDIEREY Y T&LDH

B MLIRREE D TLETH, KZE RIEEM. B&E  ters
INIETR. DB ESTFIRILY . T—IREFRREIC
BRSO ZERF B IIRIBRTTSERATE L.

&

Please select the appropriate equipment depending on the
maximum torque, torque curve, and others of the machine. XPF
generates lower torque, as compared with the conventional forming
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Useful Tips

OMIMVIDEHE oo

XPFIIEREDERE Y v TEHAN FTE E30% ~LD
ZEBCTEXT, P.2TIR40%ERDT—5 ZEH
LTVETH. CNIEEDSUIHERE & DBRRIIRH
HOTDFERTY . KEMID MLY GHEIE) BT

DRZEBE TS

.*En UO”"I h,ba_%i Calculated machining torque of large diameter taps by work materials

XPF achieves 30% reduction of torque, according to the
calculation. The tapping data on Page 2 shows 40%
reduction of torque in synergy with the appropriate
cutting speed. Please refer to the following table for
large diameter tapping and the formula for calculating
torque.

?ﬁﬁﬂ’fﬂ?ﬁﬁi(K) Coefficient of Work Material
i e | 2 4 8 i 12 14
AC ADC Bs 55400 S45C .

M 18 X 25 16.376 14 28 56 77 84 98
M 18 X 15 17.026 5 11 21 29 32 37
M 20 X 25 18.376 16 32 63 87 95 110
M 20 X 15 19.026 6 12 24 32 35 41
M 22 X 25 20.376 17 35 70 9% 105 122
M 22 X 15 21.026 6 13 26 36 39 45
M 24 x 3 22.051 27 54 109 150 163 191
M 24 X 15 23.026 7 14 28 39 43 50
M 27 X 3 25.051 31 62 124 170 186 217
M 30 X 35 27.727 47 93 187 256 280 326
M 33 X 35 30.727 52 103 207 284 310 362
M 36 X 4 33.402 73 147 293 404 440 514
M 42 X 45 39.077 109 217 435 597 652 760
M 45 X 45 42.077 117 234 468 643 702 819

HARFIMIMVIDERTHD MI MV ZRIETDODTIEHDE B A REDINT ML GIBIRE. tIEBHEL TR EHEREICRIDES)

LET,
KB ETEIHE (1 88465H) ZEALICISEDERTY,

3 Please note that this chart shows the theoretical values of machining torques in case of the external supply of water-soluble coolant.

¥ 1t does not guarantee the actual torque.

?EIC%L\U"(ZICDL\ZIEL Dj‘F@E‘I‘%EﬁZ%H&"F'&L\O Following formulas are used for calculating torque:
.E\Eﬁg‘y joa)”uI I“ula%rgic Torque Calculation for Forming Tap

ERERIE S v Conventional Forming Taps

T = 0.09806 X K X E X P? K
XPF:JU —Z" XPF series E
T = 0.06864 X K X E X P?

1) S-XPF  M30X3.5. SCM440# Il TD&HE
In case of M30X3.5, working on SCM440

T=0.06864 X14 X 27.727 X 3.5 = 326 [N°m]

) ABEVIHERE] (SBREH) ERIOEZR T,
MTRBHCKD BERFEELEITDTTERE TS,

The above formulas are the guideline in case of the external
supply of water-soluble coolant.

Please note that the actual torque changes depending on the
work environment.

s

T:

MULZ IN-m]

Torque

| HREIA R IR

Coefficient of Work Material

: BEE Imm]

Pitch Diameter

EvF [mm]

Pitch

HRHIAF REI R (K)
Work Material Coefficient of Work Material
PIEZULER 2
Aluminum Alloy
PIW=HAFv A ~
Aluminum Die Casting 3 4
& 3 -
Brass 6 8
— R AEE R i ~
Mild ;Teel 10 n
K *® ~
)Ckarbon Steel 1 12
& (5) i ~
AIonl?teel (Hardened Steel) 13 14
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0 ’ \ U a‘j% Countermeasure for Burr

BNV EROXPFIIERBDEE Y v TR, NUDREZMZIDZENTEEXT,

Comparing with the conventional forming taps, XPF reduces burr with low-torque spec.

EHRIE fERImEY v 7 M3X0.5 4P (1 2
Tool S-XPFM3x0.5 4P Conventional Forming Tap Y %$$ Burr Occurrence Rate (%)
I T A L A R R A
Work Material Brass
TI* ¢2.76 X3mmGED) ¢ 2
Drill Hole Size Through S_XPF };ghgﬁiﬁ |7é
1=\ .

RUITES Large reduction
Tapping Leng(t_h 3mm of burrs
BIRRE EL /N
Cutting Speed N/A CERERES ~

5 s / iy Y
HDERA AL mA Conve]iional
Coolant Non-Water-Soluble Forming Tap
fE Rt
Machine Specialized Machine

IX\U&%b NUEL

Burr with conventional forming tap No burr with S-XPF

.Emb |3 60° D“B??w Recommending 60° for the chamfer.

HZD Burr Dc
/ |
\ /)

TRE

AN
Tap Drill Size Tap Drill Size Tap Drill Size Tap Drill Size
Diﬁﬁﬁ\ [iz1):04s) bnb\i%ﬁ Without chamfering Dﬁﬁﬁﬁ\ EHEDULE Eﬁi With chamfering

iS5y v TFBEER(ICKDRQUILZERF I cH. T—ID07T- FRUIVIIITOEE T, 118 OEMDO HANEXIZS . EED iR
HMEICEHNDDEWVES. hADHECE T, hADPUIF- /U HOERZ. QUYIX+2Ey FHICTNED ADZIFITEX T,
DREEIMZBICIF.60°~70° DAETHNDE{TSCEEZDE Bl : M10X 1.5D1FE. 10mm+(1.5X2) =13mm
HLET, 1f 118° of chamfering is required for drilling, burr is prevented by setting the

. . . . di ter of chamfering t ize+2 pitches.
A A T VR U S Eomple 0T 5101 <2 Tmm

chamfering with 60° is highly recommended.

» S \
n b /@’EL Shape of complete thread and its” difference

&Y v T THIENcHRUDILIER.
EINCAH ZROIHARICIED T T, (BESIR)

The formed thread has a small slit at the crest (See photo) .

&




ﬂuIi-“_ 9 Cutting Data

. 35HRC®EEE*ZEEJE9W7OT Forming taps are even for 35HRC

EmIs S-XPF M6X1 4P BITTRER Tapping Holes
Tool
200 400 600 800
HREA \ \ \ I
Work Material SCM440 (35HRC)
-
TR #5.51 ~5.52 X 16mm (&D) R AT
Drill Hole Size Through S-XPF
RUITRE 5797R Holes
Tapping Length 16mm
IR 15m/min(796min-") o
? , 17
Cutting Speed 1i;§ﬁ 07X Holes
SIREIHA] KBELIHIME BRTU— (S18R4E5H) Conventional -
Coolant Water-Soluble Chlorine-Free (External) Product 2237X Holes
{SE PR By —vitevy
Machine Horizontal Machining Center
it 5 13677 Holes
Competitor's
Product 1177 Holes

. M45 *Eﬂ‘x@ﬁﬁ”ulh‘mﬁgl: Thread-rolling process of M45 is no longer a dream

EHRTE
Tool S-XPF M45X4.5 2P :
R :
Work Material 55400 y !?.1.
A ©42.65 ~42.68x45.5mm (LED) , 14
Drill Hole Size Blind W ",‘
RUITRE .
Tapping LengtLh 36mm (0.8D) -
taEERE . .
Cutting Speed 5m/min(133min™)
e AGAEURIR sk o) — (hEbie) 8% MINLY(REE) 674N- m KEMTIEEFIOM. N—2 NCOMIHTET
oolan ater-Soluble Chlorine-Free (Externa ey
HDTEEERBEHTT,
Emﬁm 1§ﬂ'§79:/’7“t79 Torque for above machining process is equivalent to 674N - m. Water-soluble coolant and paste are also
Machine Horizontal Machining Center appropriate for this case.

. MQL& EHE*”"IE;E Achieving high efficiency with MQL

EFATE OIL-S-XPF HEREREY v M12X1.75 7 .
Tool M12X1.75 2P Conve,FtionaI Forming Tap M7 Tapping Holes
5 10

Ll \ \
Work Material SCM420 (&#4)
Drill Hole Size Blind OIL-S-XPF BARLLE oversHoles still Running
RUITRE
Tapping Leng?\ 36mm(3D)
YIHEE . . fiE;Eﬁf\iﬁg w7 -~ IMIAT
Cutting Speed 40m/min(1,062min-") Cl:(;r:r\:‘eirr:tgu%ggl 07X Hole No Holes
SR MQL(PIBBHE: M) | KABEIRRE B3R 7U— 106 (GHEbai)
Coolant Internal Water-Soluble Chlorine-Free (10%)(External)
et [
Machine Horizontal Machining Center

=

£

MID#EFIEYouTubeTFIvI! 2 YouTube

Check the OSGJAPAN Channel on YouTube!




. mﬁug‘yj®17'gwmalli ! 17 times the durability of cutting taps!

EHRIE S-XPF ZI\AS)FvT M6X1

Tool M6X1 2P Spiral Fluted Tap

KA

Work Material S45C(90HRB)

TR ®5.55X25mm@ED) | @5X15mm(ED)

Drill Hole Size Through Through S-XPF
RUITRE

Tapping Leng<t-h 18mm(3D) 12mm(2D)

SIRLERE ; int ; in

Cutting Speed 15m/min(796min-') | 10m/min(530min") 2SI
e KRB 15387 U— 10f3 FvT
Coolant Water-Soluble Chlorine-Free (10%) Spiral Fluted Tap
e L7 A Vb s AV

Machine Horizontal Machining Center

RUITRE Tapping Length(m)

20 40 60 80 190

120
. \ \ \ \

113m EEFE K Excessive Wear

119.2m BEFE X Excessive Wear

7-2m GP-Out 15EOMIRE— K
1.5ZDRUIITRSE
6.2m GP-Out 7SR IERE

1.5 times cutting speed
1.5 times tapping length
17 times durability performance

. ,J ‘En Uh‘gb‘*&ﬁu*jl:mgm( ;‘1,;5\ Ideal for work material especially for small diameter threads

ERIA S-XPF M1X0.25 2P BN7XES Tapping Holes
5,000 10,000
SCM440 (35HRC) | SUS420 SPCC C2801P ‘ ‘ ‘
ﬁﬁ:{ﬁ eria JO0LEYITVH Z(EOHIB?C()% AEEEER B e
lork Material Chrome Molybd LA Cold Rolled i 7%

rOIRIPioy?SyCM)Enum Staji;ﬂess Steel © Stegl € Brass SCM440 3,3077X Holes Breakage
DA ©0.89 ~0.90X4mm(&b)
Drill Hole Size Through . BT RE
parp—— SUS420 10,0007 Holes till Running

SV &

Tapping Length 2mm(2D)

T . HsEoTRE
A 5m/min(1,590min") 10m/min(3,180min-") SPCC 10,0007 Holes Still Running
BIHHE KBEYIELHEIERT U — 1015 graTeE

o i - 0, hio %o
Coolant Wate:_SoI,ube Chlorlrj‘e Free (10%) C2801P 10,0007 Holes Stilll:(unﬁ:i‘ng
et Vi 6 Lo b AV
Machine Vertical Machining Center

: TP
. wgﬂﬁ;mzﬁnﬂ rnji Internally-fed coolant improve tool life
ERIR OIL-S-XPF M10X1.5 2P ANT7XEK Tapping Holes
1,000 2,000 3,000
HRHIAE ‘ ‘ ‘ ‘
- SCM440 (35HRC) -
i 3] L (a3
AN ®9.3X24mm G&ED) q;&ﬁfﬂ 2,7045% Holes Excessive Rubbing Noise
Drill Hole Size Through 0"_ S XPF Bk
e -S.- — B
RQUITRS 20mm (2D) 2,9507¥ Holes Excessive Wear
Tapping Length
1Ib . s =
gtﬁtijr%%eed 20m/min ?‘ggjﬁz‘m 42177 Holes i{—re;a;kage
B ACBEIHIER % 7 U — 2018 imtornal . A
Coolant Water-Soluble Chlorine-Free (5%) Competitor 2007 Holes Excessive Wear
R WRY =ty
Machine Horizontal Machining Center 571~F:-‘B.’ﬁﬁilﬂ 173 Holes fifgvce o
ek
External 17%¢ EEX
Conventional Product /\ Holes Excessive Wear

&




X,\°7 Z' _7_ EEJEQ ‘y 70 X Performer Forming Tap

S-XPF

Type 1
4c %
¥ rr " °
: = &
m_ — 2 o >>
THLGTH £k A%
LU ﬂ $
LF |
Type 2
£c 3
THLGTH 2k
o [ 50 man] g &
P14 " |
M1~M26 M3~
nUG)E;E . M B :mm Unit:mm
w—JUNo. 12443 BE BHEH| o (BUBO | ETD|ypysg| Yrv7 | Y20 | FOR | RIL |5 | Emstifitg
3 DR x = MESORS MAHOIE g
Lo Thread Size L BE}L F | THIGTH ELUL DIon ek | DRVS gT;;raej oo o Stock | (fen
8321960 1 X 025 4p 30 s 3 s 25 | 1 Yes ® 519
8321961 ’ 2P ’ ’ - ® 5,19
8321964 4p Yes ® 4840
1.2 X 0.25 32 55| — 3 5 25 | 1
8321965 2P - ® 4840
21 4p Y 4,
8321968 1.4 X 0.3 4| 7 | - 3 5 25 | 1 es | |@ 4600
8321969 2P — ® 4,600
8321972 16 X 0.35 4p 36 g 3 s s | 1 Yes ® 4560
8321973 ' ’ 2P ’ - ® 4,560
8321976 4p Yes ® 5220
1.6 X 0.2 36 8 = 3 5 25 | 1
8321977 <10 | RHa 2P = ® 5220
8321980 4p Yes ® 4400
1.7 X 0.35 36 8 - 3 5 25 | 1
8321981 2P - ® 4400
8321984 4p Yes ® 4,050
2 X 04 40 8 = 3 5 25 | 1
8321985 2P = s ® 4,050
8321988 23 % 04 4p - o5 3 s 25 | 1 Yes ® 4010
8321989 ’ ’ 2P ’ ’ — ® 4,010
8321992 4p Y 3,830
2.5 X 0.45 44| o5| — 3 5 25 | 1 E &
8321993 2P = ® 3,830
8321996 4p Yes ® 3,830
2.6 X 0.45 44 95| — 3 5 25 | 1
8321997 2P - ® 3,830
8322008 4p Yes ® 3,600
3 X 05 | STD | RH5 46 9 18 4 6 32 | 1
8322009 2P - ® 3,600
8322032 4p Yes ® 3,680
4 %07 52 | 10 20 5 7 4 1
8322033 2P - ® 3,680
8322044 STD | RH6 4p Yes ® 3,90
5 X 0.8 60 | 11 22 5.5 7 45 1 .
8322045 2P — ® 3,900
8322056 4p Y 4,140
STD | RH7 es | @
8322057 6 X1 2P 62 | 10 24 6 7 45 | 1 - ® 4,140
8322059 STD+2| RH9 | 2P -1 ® 4800
8322075 STD-2| RH5 | 2P = ® 6450
8322076 4p = ® 5550
8 X 1.25 | STD | RH7 70 | 12 = 6.2 8 5 2 B
8322077 2P = ® 5550
8322079 STD+1| RH8 | 2P - D@ 6450

B4 JVDFHBAEp.2ZTE T,

B See p.2 for explanation of icons.

@ =Z#EER @ =Standard stock item

[ NEXT )2




B :mm Unit:mm

w—JUNo. O # EE BAOEH 2E RUED BRD |5 pysz 9777 “J-\"JGE i 7"3?:‘;[.« T | =
EDP No. Thread Size = e (DQE? LF THLgH ELF DCON g&gokjﬁa E%EE?% gT;gej’ Exgnjfm Stock | (Yen)
8322090 4P - 6,270
M8 X1 STD RH7 70 12 — 6.2 8 5 2 B &
8322091 2P = ( } 6,270
8322107 STD-2 | RH5 2P - D@ 7,870
8322108 4p - 6,730
M10 X 1.5 STD RH7 75 15 — 7 8 55 2 B ¢
8322109 2P - o 6,730
8322111 STD+2| RH9 2P - D o 7,870
8322121 STD-2 | RH5 2P = o 7,870
8322122 4p - 6,730
M10 X 1.25 | STD RH7 75 15 — 7 8 55 2 B 8
8322123 2P = ( } 6,730
8322125 STD+1| RH8 2P = D@ 7,870
8322134 4p - 7,520
M10 X 1 STD RH7 75 15 — 7 8 55 2 B ¢
8322135 2P - o 7,520
8322145 STD-2 | RH6 2P - D@ 12,000
8322146 4P - 10,300
M12 X 1.75 | STD RH8 82 17 — 8.5 9 6.5 2 B &
8322147 2P = @® 10,300
8322149 STD+2 | RH10 2P - D@ 12,000
8322160 4p - ® 10,300
M12 X 1.5 82 17 — 8.5 9 6.5 2
8322161 2P - @® 10,300
8322176 4P = @® 10,300
M12 X 1.2 TD RH7 2 17 — . b 2
8322177 3| > 2P 8 8.5 2 65 = @® 10,300
8322194 4P - @ 13,000
M12 X1 82 17 - 8.5 9 6.5 2
8322195 2P - ® 13,000
8322217 | M14 X 2 STD | RH10 2P 88 20 — 10.5 11 8 2 - ® 16,100
8322227 | M14 X 1.5 STD RH9 2P 88 20 — 10.5 11 8 2 - ® 16,100
8322245 | M16 X 2 STD | RH10 2P 95 20 - 12.5 13 10 2 - @® 20,000
8322255 | M16 X 1.5 STD RH9 2P 95 20 — 12.5 13 10 2 - @® 20,000
8322263 | M18 X 2.5 STD | RH11 2P 125 20 - 14 14 11 2 - @® 25,100
8322267 | M18 X 1.5 STD | RH10 2P 110 15 - 14 14 11 2 - B @® 25,100
8322273 | M20 X 2.5 STD | RH11 2P 140 20 = 15 15 12 2 = ® 27,400
8322277 | M20 X 1.5 STD | RH10 2P 125 15 - 15 15 12 2 - ® 27,400
8322283 | M22 X 25 STD | RH11 2P 140 20 — 17 16 13 2 — ® 32,200
8322287 | M22 X 1.5 STD | RH10 2P 125 15 - 17 16 13 2 - ® 32,200
8322295 | M24 X 3 STD | RH13 2P 160 18 - 19 18 15 2 - @® 38,300
8322299 | M24 X 1.5 STD | RH10 2P 140 15 - 19 18 15 2 - @ 38,300
8322305 | M27 X 3 STD | RH13 2P 160 18 - 20 18 15 2 = @® 52,800
8322313 | M30 X 3.5 STD | RH14 2P 180 21 - 23 20 17 2 - @® 57,900
8322321 | M33 X 3.5 2P 180 21 — 25 22 19 2 - ® 66,800
8322329 | M36 X 4 STD | RH15 2P 200 24 - 28 24 21 2 - ® 77,600
8322337 | M42 X 45 STD | RH16 2P 200 27 — 32 30 26 2 - @®| 110,000
8322345 | M45 X 45 2P 220 27 — 35 30 26 2 - @®| 130,000

@ =1Z#EER @ =Standard stock item

1.RBER  (F2RORUEHRERDY v THREBETI, .The recommended tap limit corresponds to JIS class 2 internal thread standards.

BUHEROLDHFBEFRHBEEEA—CTIH. EvFIULORRIC The upper limit of the pitch diameter is the same as the RH Limit. For taps with a
DUVTR REFEEDI2.7umTRELI1BumMEL>THDHET, pitch above one, the limit will be 18um instead of the standard 12.7um.
2. v THERORUIEEZRIETHEDTIFHOE A, 2.TAP Limit does not guarantee thread limit for the internal thread after tapping.
3. M2 BUTEHBN SO FE A 3. Thread size = M2.6: without oil groove.
4. BNEBORSE 4P=P(GEDIA) .2P=BEDJTA) 4. & c:4P=P(for through holes), 2P=B(for blind holes)
5. FRNDEAMEZEO LBV IEEATL2ILZIP BEXRLTHDFT, 5. 1P of center surface and incomplete thread is remained to improve tap insertion
of the drill holes.
HUERFITHULSDETEL, FU-RE-BEEVORFRHRDE T,
Please contact our sales staff for more information. Custom order with specific requests on diameter, length and accuracy is accepted.
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3m7‘1\17.|'=c§ X ’ \07 7 _7_ E\EJEQ v 70 X Performer Forming Tap with Internal Coolant Supply
OIL-S-XPF

11 )] @7
i [T — )
THLGTH 2k
&,
el |
LF
1
Type 2
4c z
T S
o
== e
T O
THLGTH £k
BEmmm  SPEED &
HSSE v FEED ﬂ Qy
P14 LF |

1900)*59@ M BfiT:mm  Unit:mm

w—JUNo. [ A BE BHEH| o (BUBO | ETD| yoysg| Y177 | Y20 | AR | RUU | 1ps | (mifiig
. DRE fay a3 MEBORS | MESROIE p
EDP No. Thread Size J@P\I EL LF TI—%GCTI' H ELUL DCON uQ k ° DEVS gT;;r)ej Ex‘t‘e::njCegmer Stock (Yen)
8322557 | M 6 X 1 2P 62 8 24 6 7 4.5 1 = ® 9220
8322577 | M 8 X 1.25 STD RH7 2P 70 10 - 6.2 8 5 2 - @ 12,500
8322609 | M 10 X 1.5 2P 75 12 = 7 8 5.5 2 = D @® 15,000
8322647 | M 12 X 1.75 STD RH8 2P 82 14 — 8.5 9 6.5 2 - @ 23,000
8322727 | M 14 X 1.5 STD RHO 2P 88 12 = 10.5 11 8 2 = @® 35,500
8322755 | M 16 X 1.5 2P 95 12 — 12.5 13 10 2 - @ 44,800
B 7 VDFHBAIFp.2ZTE T, @ =1Z#7EER @=Standard stock item
B See p.2 for explanation of icons.
1.REER  (F2RORUEHERDOY Yy THRBE T, BNEROLOFEFEERH 1. The recommended tap limit corresponds to JIS class 2 internal thread standards.
BELEA—CIH. RERFXIBumELITHELFT, Upper limit of pitch diameter tolerance is same as RH limit, but tolerance is 18um .
2. v TRERORUBEZRIETDEDTIFHOEE . 2. TAP Limit does not guarantee thread limit for the internal thread after tapping.
3. BffEHORE 2P=BUEDNA) 3. £ ¢:2P=B (for blind holes)
4. FINOEAMZO LT B2 O EVYREATREIUZIP BEKLTHDET, 4. 1P of center surface and incomplete thread is remained to improve tap insertion

of the drill holes.

Please contact our sales staff for more information. Custom order with specific requests on diameter, length and accuracy is accepted.

ST 4=t + XL [AT=T s el tag AN BB -BEELORGHRERDET, I
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X I \07 Z' _7_ E\Eﬁg “J jo D yﬁ‘y -\1 ya X Performer Forming Tap with Long Shank

LT-S-XPF

Y g - Ry Gn- ) 1 1 ~ 4<$>7
o B T >>
THLGTH 2k &

N
Ly $

LF

Type 1

DCON

Type 2

I

DCON

THLGTH £k
pssp B Lﬂ O‘y
v P14 i |
nUG)Eﬁ . M B :mm Unit:mm
w—JU No. 12443 BE | BE BHEH o |RUBO BTO ypyyg| YrY7 | Y07 | 2R | REU | grps i@ ifiig
g ORE & & BOE| MEBOE D
EDP No. Thread Size = Jﬁit EL LF TI—%GLTH ELJ_ DCON %DEBkEL D;\/S b 91'y4p? Exgnj@gnrer Stock (Yen)
8323654 |\ 3%05 x 80 P gl 9 |18 4 6 32 | 1 | Yes | @ 580
8323655 ’ 2P ’ - ® 5300
STD | RH5
8323658 4p Yes | |@ 7,790
M 3X0.5 X120 120 9 | 18| 4 6 3.2 1
8323659 2P - ® 7,79
8323670 4p Yo 5,310
M 4%07 X 80 80| 10 | 20 | 5 7 4 1 & | @
8323671 2P — ® 5310
8323674 4p Yes | @ 7,460
M 4X0.7 X120 1200 10 | 20 | 5 7 4 1
8323675 STD | RH6 | 2P - ® 7,460
8323678 |\ 5x0.8 X100 P a0l 11 | 2] 55 7 a5 | 1 |Yes | |@ 6240
8323679 ’ 2P ’ ’ — ® 6,240
8323683 |M 5Xx0.8 X150 2P | 150| 11 | 22 | 55 7 45 1 - ® 9,79
8323684 ap Yes 6,010
M 6X1 X100 00| 10 | 24 | 6 7 45 1 s
8323685 2P — ® 6,010
8323689 |[M 6X1 X150 2P | 150| 10 | 24 | 6 7 45 1 - D@ 9320
8323698 | \1 8x1.25% 100 P 00| 12 6.2 8 5 2 — ® 7350
8323699 ’ 2P ’ - ® 7350
8323703 |M 8x1.25x150| | .| 2P | 150 | 12 | - 6.2 8 5 2 - ® 11,000
8323712 4p — ® 3450
M10X1.5 X 100 00| 15 | — 7 8 5.5 2
8323713 2P — ® 3450
8323717 |[M10X1.5 X 150 2P [ 150 ] 15 | — 7 8 5.5 2 - ® 12,100
8323720 | \110%1.25 % 100 P 00| 15 7 8 5.5 2 — ® 8450
8323721 ’ 2P ’ - ® 3450
8323725 |M10 X 1.25 X 150 2P [ 150] 15 | — 7 8 5.5 2 - ® 12,100
8323738 4p — 14,900
M12X1.75 X 150| STD | RH8 150 | 17 | — 8.5 9 6.5 2 .
8323739 2P — ® 14,900
8323747 [M12x1.5 x150| [ | 2P | 150 | 17 | - 8.5 9 6.5 2 - ® 14,900
8323755 |M12 X 1.25 X 150 2P | 150 17 | - 8.5 9 6.5 2 = ® 14,900
W7 JVDHBRFp.2ZETE TS, @ =1Z#EER @ =Standard stock item

W See p.2 for explanation of icons.
- s . 1. The recommended tap limit corresponds to JIS class 2 internal thread standards.
1. fREH 13 2RDRCHIBRDY v THREE T, The upper limit of the pitch diameter is the same as the RH Limit. For taps with a

ﬁﬁb&@%?}%é%ﬁl&tRH*%E&IEJ—'C‘Q"D\\ Ey}]LjJ:O?@JE’:I: pitch above one, the limit will be 18um instead of the standard 12.7um.
DUTE‘ L\glg’é‘f’z@1 2-75 MTFELT18UMEFTHOET, 2. TAP Limit does not guarantee thread limit for the internal thread after tapping.
2. FYTREFORUREZRIET LD TELOE A, 3. & c:4P=P(for through holes), 2P=B(for blind holes)

3. BfEHMORE 4P=P(&DINA) . 2P=BUELDINA) 4. 1P of center surface and incomplete thread is remained to improve tap insertion
4. FRNDEAMZO LS BRIV IBERTRILZIP EEXULTHDFT, of the drill holes.

W TS DY T, BV B -BEEVOREHRLRDET, I

Please contact our sales staff for more information. Custom order with specific requests on diameter, length and accuracy is accepted.

pocid [12]



n U -F/HQ”U ImﬁIE Recommended Tap Drill Size

BfiI :mm  Unit:mm

ST STz
OLSXPF SXPF |LT-SXPF ISR T (;g‘,?;t‘;{;% OILSXPF SXPF |LTSXPF IR (;gﬁt-gf)%m)
Y=IbNo. Y—IUNo. |¥=JUNo. —— w | BIhN~8X Y=IbNo. Y—JUNo. |Y=JbNo. Threod i mw | BIh~8X
EDPNo.  EDPNo. | EDPNo. rEaCIZE | Limit | RecommendedTapDrilize EDPNo.  EDPNo. | EDPNo. readislze | Limit | RecommendedTap Dl Size
(For Forming Taps) Min. ~ Max. (For Forming Taps) Min. ~ Max.
8321960 8322090
- - M 1 X0.25 09 ~0.92 = = M8 XI1 748 ~ 7.57
8321961 8322091
8321964 8323712
—~ -  |M12%025 11 ~1.12 8322108
8321965 8322609 8323713 | M10 X1.5 9.18 ~ 9.28
8321968 8322109 | 8373717
- - M 14X0.3 1.27 ~ 1.294 RH7
8321969 8322122 | 8323720
8321972 M 16035 144 ~ 148 = 8323721 | M10 X1.25 9.34 ~ 9.41
8321973 T ' ' BReR 8323725
8321976 8322134
- - M 1.6X0.2 1.53 ~ 155 - - M10 X1 948 ~ 9.57
8321977 8322135
RH4
8321980 8322146 | 8323738
= D M 1.7X0.35 1.54 ~ 1.58 8322647 M12 X1.75 | RH8 | 11.05 ~11.15
8321981 8322147 | 8323739
8321984 8322160
- - M2 X04 1.81 ~ 1.85 - 8323747 | M12 X1.5 11.18 ~11.28
8321985 8322161
8321988 8322176
= = M 23X0.4 211 ~ 2.15 = 8323755 | M12 X1.25 | RH7 | 11.34 ~11.41
8321989 8322177
8321992 8322194
- - M 2.5X0.45 228 ~ 233 - - M12 X1 1148 ~11.57
8321993 8322195
8321996 - 8322217 = M14 X2 RH10| 12.92 ~13.04
= = M 2.6X0.45 238 ~ 243
8321997 8322727 | 8322227 - M14 X1.5 |RH9 | 13.21 ~13.3
8323654 - 8322245 = M16 X2 RH10| 14.92 ~15.04
8322008
8323655 8322755 | 8322255 - M16 X15 |RH9 | 15.21 ~153
- M 3 X05 |RH5| 276 ~ 281
8323658 = 8322263 = M18 X2.5 |RH11| 16.63 ~16.78
8322009
8323659 - 8322267 - M18 X1.5 |RH10| 17.22 ~17.31
8323670 = 8322273 = M20 X2.5 |RH11| 18.63 ~18.78
8322032
8323671 - 8322277 - M20 X1.5 |RH10| 19.22 ~19.31
— M 4 X0.7 |RH6| 3.65 ~ 3.7
8323674 = 8322283 - M22 X2.5 |RH11| 20.63 ~20.78
8322033
8323675 - 8322287 - M22 X1.5 |RH10| 21.22 ~21.31
8322044 | 8323678 = 8322295 - M24 X3 RH13| 22.36 ~22.53
- 8323679 |M 5 X0.8 |RH6| 4.59 ~ 4.66 - 8322299 - M24 X1.5 |RH10| 23.22 ~23.31
8322045 | 5373683 — 18322305 — | M27 X3 |RH13| 2536 ~25.53
8322056 | 8323684 - 8322313 - M30 X3.5 RH1a 28.07 ~28.25
8322557 8323685 |M 6 X1 5.48 ~ 5.57 = 8322321 = M33 X3.5 31.07 ~31.25
8322057 | 533689 ., —  |8322329| — |M36 x4 |RHI5| 33.78 ~33.99
8322076 | 8323698 = 8322337 - M42 X4.5 s 39.49 ~39.71
8322577 8323699 |[M 8 X1.25 734 ~ 741 - 8322345 - M45 X4.5 4249 ~42.71
8322077 | 8353703
EREF2HMHRQUEHBEILD Y Y T ICHUTDOTIRRTT, FIRIEFEE- The above drill hole sizes are recommended for tapping threads with JIS class
HWHIM - BSEEICKD BED ENDMENZAZEDDFITOTHUMIOD LR 2. Tap drill sizes should be adjusted through trials, because the plasticity varies
ETFEL, depending on work material, its hardness, and the required accuracy of thread.

® 8



EDHISRIFBEER s condvins

R®iEO BAO BestO GoodO

S-XPF
s _ . o
HHIAE work Material IR E (m/min) Cutting Speed LT-S-XPF
0 10 20 30 40 50 OIL-S-XPF
ERSH - {ECRRERE - FRER SR S-XPF - LT-S-XPF
i oreel R c<04% | 15~40
e ey 5! ° OIL-5-XPF ©
HlE‘igh Carbon Steel 0.45%=C 15~30
ﬁoy ) SCM 15~30

AR 25~35HRC| 5~20 _
s 5 15~40 I—

27 RS SUS304 _
StaiZI;ss Steel fﬁ] SUS420 5~15 -

L Cu 10~30

Copper

i - BT Bs- BsC 10~30

Brass - Brass Casting

ZIL== 13 -
Ry o 20~50 I—

PIVEZOLGEHEY  aAc-ADC 20~40

Alminum Alloy Casting

0000|0000 0|0

BIROTEHY yirle 10~30

Zinc Alloy Casting

A COVIHIREEERE. KBMTHIRF (ERT U —) ZERTHEDHDTT, Note: The indicated speeds and feeds are for tapping with
M24L DY A Xd, EERUIHISREEERD70% U T TOMIZ#HRELF T, chlorine-free water soluble coolant.

#*1 1 ATV UVRMIEARKB M VIEDRRIE 2 [EEBMEORVKA M UIEHI B Z : Cutting speed is recommended to be reduced by at least
CERATEL, 30% in case of M24 and up.

*1 : We recommend using the non-water-soluble coolant or highly
lubricated water-soluble coolant for the stainless steels.

F—IRI-RRKBICEBLLVEDHEIZHELCVET

0SG’s Environmental Initiatives

BHE-BI—FT+142J

FRHTEOLKE I EZ#HSE
BRI L. AER{EEHIRIRIED
REFTE~NDODEBMICDOENDET,

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

HBEUYALI)L

Carbide Recycling

BMECETHELLBocBETIREAER/N—RXY)LT [BEYYI)L]
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

PN 1t
T442-8543 ZEHRE)IMAFIR=TB22%&1 TEL(0533)82-1111

E-mail : cs-info@osg.co.jp  Web: https://www.0sg.co.jp/
International Headquarters

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

RAXREZEI
T140-0002 HZRWE)IIXERRI4-12-6

RIY—P A R+ )Y T— 198 TEL(03)5715-2966
iz SR e

A TEL (042) 645-5406

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

TEL(052)589—8320

0120-41 5981

[55a5-957 ] 0533-82-1134 [55355-vavema hp-info@osg.co.jp

G = T
& B & A

Hi

a TEL (022) 390-9701
L TEL (024) 991-7485
b7 TEL (029) 354-7017
E TEL (0270) 40-5855
#H= TEL (028) 651-2720
b TEL (025) 288-3888
R TEL (03) 5715-2966

n TEL (0533) 82-1145
b TEL (0566) 62-8286
TEL (052) 589-8320
= TEL (058) 259-6055
B TEL (077) 553-2012
FR TEL (06) 4308-3411
a TEL (078) 927-8212
R TEL (076) 268-0830
TEL (086) 241-0411

&R fg
o
]

TEL (046) 230-5030
TEL (0266) 58-0152 5 TEL (082) 532-6808
TEL (0268) 28-7381 M TEL (092) 504-1211
TEL (054) 283-6651 e TEL (093) 922-8190
TEL (053) 461-1121 HE & TEL (096) 386-5120

S
=

B

/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.

OSGRIEE

Copyright ©2016 OSG Corporation. All rights reserved.

+ "EICOVNTR, BICHR - MRZT>CHBDEIDT. FEFL ALY OIEBHILIRZ

BEIIHEHHDET,

Tool specifications are subject to change without notice.

« AEBBABORETER - BRZRUIT T,

N-89.518.AC.BEJ(DN)
25.02
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