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Highly Efficient Multi-purpose Forming Tap
A-XPF - A-OIL-XPF - A-LT-XPF - A-LT-DH-XPF




Y INMIIC, E>TVOWEEBAD?

Do you have any problems with tapping?

Sy IMIOESENSTVEREG, D FHHORRESTT. A-XPFlE. HHEBHER TS
TETRUIERMT oD THRELE R A IBEVREM P EIRECHETE2EMN
FRETT,

—= Most tapping troubles are caused by unstable chip evacuation. The A-XPF forms threads by plastic deformation of the work material and does not generate
cutting chips. It is a revolutionary product that excels in a wide range of work materials and cutting conditions.

v ITIIDNST)L TOP3 Tapping Troubles

N°.1 ;E}E * /Klj Breakage and chipping 26% Eu
e o MIILEEE
No.2 Tab*ﬁfEOJTE Dimensional error 17 /O ..m b ( ?,,
No.3 {TLN. D‘UD% Galling 14% Main;zcctg;;schip
%a)ﬁi:! Others 43%

HHIAS 21T — 3V I PILNDIEBER-KID

Source: OSG Technical Consultation Division

YIb{FEOTEEEDL

Improves productivity with zero cutting chips

RRASAN=ZERIR e = L |
S Y N 1 7 Z I‘ﬁﬁr&? QE,JH I Stable machining with reduced thrust
3 <
Tk
[PAT. in Japan] BRIR | AxpFM3x0.5 2P A-XPF
Special chamfer [N] [N]
ificati {
PR, | SMAs0 GOHRO. a0 R
AN ©2.8X9mm(ED)
Drill Hole Size Blind 30 -rrrrrr e
o z Z
RUEBEIKE Epﬁffg?h 6mm (2D) 2 2
M k ~
FIRLUW AR 15m/min 3 3
ﬁ:*}% Cutting Speed (1,591min"") £ £
[PAT. in Japan] KA
Special thread SIRGEA | mmoU— 2068
conflguratlon_ . Coolant Water-soluble
Improves thread rigidity Chlorine-free (5%) Y f o
N 0.5 1 1.5 2 0.5 1 1.5 2
wrm | I 5 (5) B ()
exiine Vertical Machining Center Time
SRS Y v ITER
VIJ-F«425

[PAT.P.inJ 1 -
VI coati::; dZZ?cr;ted 7]" Iﬁlé$ ° W‘Ja'l‘i a) rnj J: Improved machining efficiency and durability

to high-performance

taps T
AR UILRZIR TR/ 14 %= [ E
Improved cutting edge rigidity by a special thread shape
. ) o— HRE
\\/|/I jt T’f Ja = Lublricate layer
coating
- ; il EE AL
=\ HESE R SEE CMELH. HBEICEBNICIKET Wear-resistant Layer
A EEEINIICK R UhEE
%*/ \’r Z Coating with high-hardness, oxidation resistance, and excellent Toughness layer
Powder Metallurgy lubricity that is suitable for high-load machining
HSS(CPM) |S2v)
High wear resistance Base Metal
BRIERAIE :
wme WEME | BE(GPa) | mm(c) | (TEA | BT | WESEE | WEEN | oap
Coating Color Coating Structure Hardness Oxidation é?r@iz‘?ﬁ R sﬁg’:ﬁ;g . R e;!?:; @ R\n/evs?s‘?a”rlg b Toughness
Temperature
CGRESZER
Black Cr-based (omposcnle multilayer film 45 1 ’ 100 © * © i\*? ©
VIO=F4 VI A —ITRAI— %A R DEFREIET T, Vicoating is registered trademarks of 0SG Corporation. (B#) O—-O—yr (E5%(M)
Fair Best
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f% =] Energy conservation by reducing machine downtime

T 0 < SRS T (c kD TEARISH. #RELIYD< FERET BB OMHE LI,
ee LB e T AT T30 & CHEY 3 EAOIMH I SBHDET .

Reduction of tool change time caused by cutting chip troubles and machine downtime required for removing accumulated cutting chips.
By enabling stable and uninterrupted machining, power consumption can be reduced

BEEY Y T ERUIIDINITOYIDLFHRELEVNHZ2FDYIDL FHBREZHIRMLET .

Forming taps do not generate cutting chips during threading, which reduces the overall amount of chip accumulation.

tIEI& w7 cutting taps A-XPF a 5
IO FHBE DA X—J
wD<T%$|;TW”uI®a| ] Visual image of accumulated cutting chips

QCutting chips only from pre-hole drilling! ? Large [ A ;

g : :

# ' 1

&N 7 # ] '

2 FvITD 1 1

£ Ib<T ' i

> Chips from 1 !

£ threading 1 i

° ] I

= 1 1

c \ & :

TTUIT RUIbAIT T/IT RUEILIIT £ FRRULOD T s hom menoe
Preholebriling Threading Pre-hole Drilling Threading é Small Chips from pre-hole drilling drilling

tIEIS v T A-XPF

Cutting taps
KEEY VTSI T Yy T RO PR ZERELTDUENHDET .

More chips because thread forming requires a larger pre-hole than thread
cutting.

MEGNTZARECTdILlF. MIERDRE L. HETHENEDHIRICDOEHDET

Enabling uninterrupted machining improves machining efficiency and reduces power consumption.

EEITE AXPE 2SIy T 1007 VIl TEFDHEEHE SN TR
Tool - Spiral Fluted Tap Power consumption and processing time when machining 100 holes
i 2
;iJZ;fZ’ M6X 1 (Wh) 300 MRS (stc)
Cutting Time

Gl 300
Work Material 545¢ .
A ¢5.52x15mm (&b) | @5x15mm (&b) & m
Drill Hole Size Through Through = I
Y 7% Lo B
Cutting Speed 30m/min (1,592min") % .
BUITES | p— - >
Tapping Lengfcfw 12mm(2D) g (ECXEIN 445 %HI iR £

S Approximately 100 Y
BDRElmA KB ELIHMA IERTU— 208 T o0 45% reduction
Coolant Water-soluble Chlorine-free (5%) S
B Rk iRy =—vJter4 (BT30)
Machine Vertical Machining Center 0 0

A-XPF AINASIVE YT

Spiral Fluted Tap

KANASIE YT YD THEH THME LD 6EFE
*The machine stopped 6 times due to entangled cutting chips of the spiral tap.
¥ EERICRIABTR—BITHO YA P TREICKDRIEDE T,

*The above is an example; result may vary depending on tool size and actual
machining environment.
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hUIi-“_ 9 Cutting Data

BHRRAEEREVII—T1 VT ICEDRE - BEELN T Hi AT fE

Special chamfer specification and VI coating enable stable and high-efficiency machining

. ’J\EU)HHI Small diameter threading
ASAMEBTMENMIOEBNHAtZRI

Achieves excellent durability in small-diameter machining by reducing thrust

E(flﬁIE A-XPF M1X%0.25 2P 7JI]I/"Q§SI Tapping Holes
0 2,500 5,000 7,500 10,000

HREA \ " " " d
Work Material SUS420J2 (192HBW)
TR ©0.91%x3.5mm (IED) - HRIGE O RE
Drill Hole Size Blind A-XPF 10,0007X Holes Still Running
RUITRE
Tapping Leng;'l 2mm (2D)
tREERE ; in- . =
Cutting Speed 10m/min (3,183min™") R 7,5617X Holes 18

N Conventional Breakage
HIREIHE] KBELIHIME BRI U— 2015
Coolant Water-soluble Chlorine-free (5%)

iRy =—vJ+wr% (BT30 — — p .

i 2 (BT30) T IWF VYA MRRF VL ZEDMERUIIT T RBEORMA M

Outstanding durability even when machining small-diameter threads in martensitic stainless steel

. %EE*Z@ w ﬁu EE 30m/m i n ”u IE ;IE Achieves cutting speed of 30m/min in high-hardness material
VIO=F 4 VI DHEFRMNRT. SEEMZEEMNT

High-speed machining of high-hardness material with the synergistic effect of VI Coating

E(flﬁIE A-XPF M6X1 2P M7 Tapping Holes
0 3,000 6,000 9,000 12,000 15,000
HREA \ \ \ \ \ \
Work Material SCM440 (30HRC)
VA #5.52X19mm (1ED) 13,0007 Holes
Drill Hole Size Blind A-XPF
-~

*QUl"L-CEZY 13,0007 Holes
Tapping Length 12mm (2D)

Bill3 . . .
g pecd 30m/min (1,591min) * W DR

5 . . ek

EIEIHE KBMELIHEE IER T U —201F Conventional . £33
Coolant Water-soluble Chlorine-free (5%) 1007 Holes Wear
EFRE By =5+ (BT40)
Machine Horizontal Machining Center

SCM440(30HRC) Z55% - RENM L HETHE

HEDHIEBROIHIERBORERM CTMLILTNFT Achieves high-speed and stable machining in SCM440(30 HRC)

For testing purposes, the conventional product was also used under high-speed
cutting condition.

- 7’(3 yoE;ﬁ(:jL\t Guide for Icons

n HE Tool Materials ?EEME Surface Treatment tJJ'r‘-]"J%FF Cutting Conditions
— N tIHISRHBERIGRN—J %
MARINA R | o5 5 SPEED Al
PM Powder Metallurgy HSS(CPM) Vi VI coating - ﬁ?ﬁ LEd

Indicates page number for cutting conditions

8
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Optimized coolant hole shape improves tool rigidity and welding resistance

=

. m ;ﬁ ;E II'EQ rnj J: Improved breakage resistance (?D%
L] - o S ST 26 ihe
ZEUREMIMI O OIEE HE
Enables stable, long tool life machining =
RN A-OIL-XPF M5 0.8 2P AT rapping Holes

s 1,000 2,000 3,000 4,000 5,000
ik I SCM440 (30HRC) : : : : :

lork Material T
A $4.64%12mm (G&ED) 5,0007¢ Holes Stil Running
Drill Hole Size Through A'OIL'XPF " -
RUITES 5,0005X Holes 'ﬂi_ﬁﬁjﬁ_b

._L @ 10mm Still Running

Tapping Length

Hll3 . . 4297 Holes i
g{ﬁ;ﬁ%ﬁeed 30m/min (1,910min"") fthat s Breakage

— - — : Competitor - g
AR GBS 7 U — 2045 (PIBB4AIH) 2,091 Holes 100
Coolant Water-soluble Chlorine-free (5%) Internal
fE At MRV =—UT V% (BT30)
Machine Vertical Machining Center

. wguﬁimfmﬁﬁ'ltwﬁli Improved resistance to welding with internal coolant
PIWVESTILAAPDIITICEVWCTEBT D EBBLRELUINTZRIR

Achieves stable machining without welding in aluminum die casting

BRI A-OIL-XPF M5 0.8 2P BTV Tapping Holes
1,000 2,000 3,000
R \ \ \
Work Material ADC12
TR P4.64X16mm (GED) T ara
Drill Hole Size Through 3,00077X Holes fﬁﬁ;{fﬁg
RQULITRE
Tapping Length 10mm (2D)
HIEERE : .
Cutting Speed 50m/min (3,185min™)
BIHHE KB HELIHEME 1B5RT U — 2015 (IERTRH)
Coolant Water-soluble Chlorine-free (5%) Internal
et IR =Y VItV % (BT30)
Machine Vertical Machining Center




hUI?‘_ 9 Cutting Data
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Compatible with mist coolant processing to reduce waste

HIUTZEA-OIL-XPFIZAMITICBEVWTHRELEMAENESNEXT,
SAMNTIFEEHRNED B O ERYEIRNTETT .

ESICHIHEARI DR BTV D MERRIBOWEICHDEHDET,
The A-OIL-XPF with internal coolant holes provides stable durability even in mist coolant processing.

Mist coolant cutting eliminates the need for waste oil disposal, which helps reduce waste.
Furthermore, there is less scattering of cutting oil, which also leads to an improved work environment.

/

EHIR A-OIL-XPF M5X0.8 2P
ool

el

Work Material ADC12

LA ®4.64x16mm (GED)
Drill Hole Size Through
RUITRE

Tapping Length 10mm (2D)
SIHLERE : .
kil S 60m/min (3,820min"")
SRl MQL (PIEB#EH)
Coolant Internal

{SE PR WYY = Jt>% (HSK63)
Machine Horizontal Machining Center

0 1 ,900

ﬂulﬂﬁ Tapping Holes
3,900

2,900

4,900

5’0\00

A-OIL-XPF

ek

Conventional

3,0007R Holes

5,000/"( Holes

B
Welding

frETrTHE

Still Running

IL-XPF
5,0007T Holes

fER @ Conventional
3,0007Q Holes

. w Eﬂﬁim TE%ﬁi Long tool life with internal coolant
REUVEFRR R CREEMICBVLWTRGmILH ATHE

Stable tool wear enables long tool life in high-hardness material

ERIR A-OIL-XPF M10X1.5 2P
ool
R
Work Material SCM440 (30HRC)

AN ©9.25X25mm (G&Db)
Drill Hole Size Through
RUITRSE
Tapping Leng?\ 20mm (2D)
tIERE : .
Cutting Speed 15m/min (478min™")
SIEHE KBELIRIME 1B5RT U — 2015 (RERFEIH)
Coolant Water-soluble Chlorine-free (5%) Internal
fEFARE WYY =054 (BT40)
Machine Horizontal Machining Center

nulr\ﬁ Tapping Holes

1,900 2,q00

3'0\00

A-OIL-XPF

e

Conventional

3,000/"t Holes

2,500ﬂ Holes

i EEnTaE

Still Running

A-OIL-XPF
3,00077T Holes

KR Conventional
2,50077 Holes

ial,

.qll‘lll1.| IIJ'I
,]|:1F|®|',:|
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Supports 10D deep hole machining with an optimized long shank design

HBASFYUVAHDEHNRUILTRE(10D) DI

Machining of stainless steel effective thread length (10D)

HEEDSVLWRIVUINILITERBIFSRUEE

Achieves high thread accuracy even in challenging deep hole machining application

Scan for video

Cutting Data

nrT>—%

ERIR A-LT-DH-XPF M4X0.7X 120 2P
A
Work Material SUS304

70 ®»3.7%X46mm (IED)
Drill Hole Size Blind
RUITRE
Tapping Length 40mm
HIERE : .
Cutting Speed 4m/min (318min™")
BIHHE KB MEIHMEIESRT U — 2015
Coolant Water-soluble Chlorine-free (5%)
e MRV =—vItr% (BT30)
Machine Vertical Machining Center

TLNHEL. EvFREBNSVRFEHRUILF

Excellent internal thread profile, free from burrs and minimal pitch error

|

- —— e s e el el e e e e e e e e g b g

=SSN ESN|

Workpiece Cross-section

’ ® ©) 0 (b
| | | | | Hole Entry
0 A
‘ 1L internal Thread Side ‘
-2
40 38 36 34 32 30 28 26 24 22 20 18 16 14 12 10 8 6 4 2 0mm
RUITRE
Tapping Length
RUBBHLK
Close-up of Thread Section
[mrn] T
©) 60° 34
= M"\U/V<;7“\//w\//w\//v\/r
o
=
qCJ 0.700 0.700 0.700 0.700 0.700
\ 4
3 :S‘- :
o U)ﬁbﬁl InternaIThread Side . - % .J‘p £ it d
’ F s : 5
60 58 56 54 52 50 48 46 44 42 40 38 36 34 32 30 28 26 24 22 20 (mm P wr S ‘J’V”Z‘ “reEe 'f:‘!
#OFTORUILMMEVD(F, T7UNIEO/ 4 Oy~ OFET
Thread height reduction at the hole entry is attributed to the pre-drilled hole machining process
[mm]
@ 60" 34
== B
ﬁaﬁ 0.2
= 00
5 X
2 } L 0.700 I 0.700 l 0.700 \I/ 0.700 J, 0.700 J
s 02 f } s ] X t
1 U Internal Thread Side
244 242 240 238 23.6 234 232 23.0 228 226 224 222 220 218 216 214 21.2 21.0 20.8 20.6 20.4 20.2 (mm]
[mm]
® °° P 60°34
h o / 3
U 0.2 ~_l
B’
- 0.700 XL 0.700 S 0.700 L 0.700 S 0.700 N
e 02 O < K < il
w : 1 U Internal Thread Side

40.0 39.8 39.6 394 39.2 39.0 38.8 38.6 384 382 38.0 37.8 37.6 374 37.2 37.0 368 36.6 364 36.2 [(mm]

RUITRE

Tapping Length



https://www.osg.co.jp/products/tap/spec/a-xpf.html?utm_source=qrcode&utm_medium=n_135&utm_campaign=a-xpf#anchor08
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9 Cutting Data

TRREOEVWEREE(LHEG/RIEE SR aa (X

Suitable for small precision parts that are becoming thinner and lighter with little room for pre-hole

Va—bF+UI77 (RIFEEDRE 1 1P)

Short chamfer (length of chamfer: 1P)

. EEE*Z@”“ I Machining of high-hardness material

BHIR A-XPF M6X1 1P

ool

A

Work Material SCM440(30HRC)

TR ®5.52X15mm (LEb)
Drill Hole Size Blind
RUITRSE

Tapping Lengﬁ\ 12mm (2D)
taElERE . .
Cutting Speed 10m/min(530min")
SIEHE IKBELIHIME IERTU— 2065
Coolant Water-soluble Chlorine-free (5%)
EFRE Bvy = Jtr% (BT40)
Machine Horizontal Machining Center

0 1 ,900 2,900 3,900

MIIT'\%& Tapping Holes

4,?00 5,900

4,0007X Holes

A-XPF
4,859["( Holes
854/"( Holes #i8
1%;'%'% Breakage

Conventional sig
1,0007X Holes RiE
Large Chipping

EE#E

Wear

Rig
Large Chipping

. ’J‘Em”u I Small diameter threading

EcTIE A-XPF M1X0.25 1P NI 7EY Tapping Holes

0 500 1,000 1,500 2,000 2,500
Ll \ \ \ | \ \
Work Material SUS420J2(192HBW) i .

7 $0.91x3.5mm (IED) AT e o
Drill Hole Size Blind A-XPF e
RUITRE 2mm (2D) 2,1607X Holes ﬁ%ﬁﬂ:ﬁg
Tapping Length
CIHLEE ; . g
Cutting Speed 10m/min(3,183min"") ) 1,1607R Holes i)fe}iage
A ACH IR 13T U — 2012 Comventional o iR
Coolant Water-soluble Chlorine-free (5%) 1,4487X Holes Breakage
{SE PRk YRRV =—VP % (BT30)
Machine Vertical Machining Center
. =]
. ## y* n U u.l 1i E E‘ * E lJ ’t m a'lﬁ Stable durability with special thread specification
{%TI’E‘ A-XPF M3x0.5 1P DI A Tapping Holes
/ 1, .
B SUS304 9 >00 1,000 300 2.000
Work Material ST AL
TR $2.8X9mm (IED) Rt Sl Running
Drill Hole Size Blind A-XPF 1,8007% Holes ﬁﬁﬂﬁig
RUITRE
Tapping Length 6mm (2D) xiE
" " o 8007 Holes N o
IRlEE 10m/min(1,061min") fER orge Chipping
Cutting Speed ! Conventional 2027 Holes xig o
T B 45587 —20f% karge Chipping
Coolant Water-soluble Chlorine-free (5%) ®ig
Ty, — N = 400ﬂ Holes AR

{EFRbE MR Y=V EVH (BT30) ftbttmm Large Chipping
Machine Vertical Machining Center Competitor 2007 Holes Ri8

Large Chipping

3R Conventional
8007 Holes

A-XPF
1,8007? Holes

fthit Competitor
4007 Holes

b2




RARMELFREVIO—-FT sV IICEDRENMT

Stable machining with special chamfer specification and VI coating

KEQU

Large thread
’? s
a
— N %
. 171 b'& ;ﬁ Thrust reduction hg
=0
ERTR A-XPFM16X1.5 2P IN] —— A-XPF R =
Tool 9500 feeoeoeeeeee s e Conventional
A ’
Work Material SCM440(30HRC) 2000 - ceea —
A ®15.3X30mm (&b) 2
Drill Hole Size Through ;7( 1,500 - ofreemeeeeeeeeee e
RQULITRE b
Tapping Length 30mm g 1,000 bl e
HIEERE ; . -
Cutting Speed 15m/min(298min") sooboodl
BRI KB MELIHEME BRTU— 2015
Coolant Water-soluble Chlorine-free (5%) 0 | | | |
{EFH WRYY =15 (BT50) > 10 15 20 =
Machine Horizontal Machining Center B¥R (s) Time
— ]
. % EE*Z@ *E b’:-. ma'ﬁ Stable durability in high-hardness material
EﬁflﬁIE A-XPFM16X1.5 2P HHI/T;& Tapping Holes
0 1,000 2,000 3,000 4,000 5,000
) \ \ \ \ \ \
Work Material SCM440(30HRC) .
TR #15.3X30mm (iBb) 4,4807 Holes R
Drill Hole Size Through A-XPF N
RUITRE 4,4807 Holes id
Tappi 30mm Wear
apping Length
1] . .
E{Jjﬁijr%gi:eed 15m/min(298min-') - 2,5605 Holes 5\%:?
RER
BDRElRE KBTI RIME BRTU— 201 c ional
Coolalnt \I/Vater»solu/ble Chlorine-free (5%) - enventions 2,5607 Holes ngf
e vy =—>Jtr% (BT50)
Machine Horizontal Machining Center
A-XPF €K Conventional
4,4807 Holes 2,5607 Holes

TﬂﬂuIﬂﬁmﬂuIﬁﬁf tE;[I] ﬁu LJEEZ"]I Stable machining by suppressing work hardening during pre-hole drilling
ATV UVAMD K SIEEHIF IS TR LZNE TSI EHER

Itis crucial to suppress work hardening in work materials such as stainless steel IW)&D{TJEUJEEE Work Hardness Near Hole Entry
— - © 400
ADO'SU AFILA-FIIERA LU = YAX 910 I - SUS304
Carbide Drill Series for Stainless Steel and Titanium Alloy v Size Work Material
ZIR 7 350 fio#t
OUINRKERDOH SRR 4 =6 ADO-5US == [T,
Sharp Cutting Edge i 300
SRR ZE < U I TEE Lz &
Reduces cutting resistance and suppresses work hardening (HV)ZSO
@BIA A IUik—ILF4R “MEGA COOLER” e,
REATI—-SVMLIHENEX § 200 a—
New oil hole shape "MEGA COOLER" increases coolant flow E
PAT.in Japan 150 L | |
0 0.2 0.4
MEGA COOLER[GH —T 2 I—HRAHDBHEIECTT TNDEEEH S DEERE (mm)
MEGA COOLER is a registered trademark of OSG Corporation. Distance from the wall surface of the hole

pocid o
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I% EE$ ° %% EEEKEQ “J 7 Highly Efficient Multi-purpose Forming Tap

A-XPF

Type 1
£c §
a
— S s==ssat
THLGES 2k Q@%
LF
Type 2
B
o
== &
oM [ ] S&EEEI;) THLGTH 2K y
vi P16 §
LF
B{iI:mm Unitmm
Y—JUNo. BERL HE Bt 2R |RUBORE BTORE | YvVo@R| B |(RHLEVY | EF | EEMHS
EDP No. Grade TAP Limit £c LF THLGTH LU DCON Type External Center Stock (Yen)
8327892 STD | RH4 4P Yes ® 5820
8327814 | M 1 X 025 | STD | RH4 2P 30 55 - 3 1 B @ 5820
8327870 STD | RH4 1P B ® 6570
8327893 STD | RH4 ap Yes ®| 5440
8327816 | M 1.2X 0.25 |STD | RH4 2P 32 55 - 3 1 B|@| 5440
8327871 STD | RH4 1P a ® 615
8327894 STD | RH4 4P Yes ® 5160
8327818 | M 1.4x 03 |STD | RH4 2P 34 7 - 3 1 B|@®@| 5160
8327872 STD | RH4 1P - ® 5820
8327895 STD | RH4 ap Yes ® 5110
8327820 | M 1.6 X 0.35 | STD | RH4 2P 36 8 - 3 1 B/@| 5110
8327873 STD | RH4 1P a ® 5770
8327896 STD | RH4 ap Yes ® 5870
8327822 | M 1.6 X 0.2 |STD | RH4 2P 36 8 - 3 1 B|@®@| 5870
8327874 STD | RH4 1P B ®| 6,600
8327897 STD | RH4 4P Yes ® 4930
8327824 | M 1.7 X 035 | STD | RH4 2P 36 8 - 3 1 B|@| 4930
8327875 STD | RH4 1P a ® 6,600
8327898 STD | RH4 ap Yes ® 4540
8327828 | M 2 X 04 |STD | RH4 2P 40 8 - 3 1 B|@| 4540
8327876 STD | RH4 1P B ® 5570
8327899 STD | RH4 4p Yes ® 449
8327832 | M 23X 04 |STD | RH4 2P 42 95 - 3 1 B|@| 449
8327877 STD | RH4 1P ; ® 5140
8327900 STD | RH4 4P Yes ® 428
8327834 | M 2.5 X 0.45 | STD | RH4 2P 44 95 - 3 1 B|@| 4280
8327878 STD | RH4 1P B ® 5060
8327901 STD | RH4 ap Yes ® 428
8327836 | M 2.6 X 045 | STD | RH4 2P 44 9.5 - 3 1 B|@| 4280
8327879 STD | RH4 1P B ®| 43840
8327837 STD | RH5 4p Yes ® 4050
8327838 | M 3 X 05 |STD | RH5 2P 46 9 18 4 1 B|@| 4050
8327880 STD | RH5 1P - ® 4840
8327841 STD | RH6 4P Yes ® 4110
8327842 | M 4 X 07 |STD | RH6 2P 52 10 20 5 1 B|@| 4110
8327881 STD | RH6 1P B ®| 4580

[ ] 7’(37@5%35(3:@75:3%?3“0 lSeeor explanation of icons.

s =NEW SIZES

8

@ =1Z#EER @=Standard stock item

| NEXT b



BfI:mm Unit:mm

=)L No. 2aey HERL| BE Bt 2R |[RUEBORE BTORE | YyvyoR| R |(RELEYY | BE | (REM@HE
EDP No. ead Size Grade TAP Limit 2c LF THLGTH LU DCON Type External Center Stock (Yen)
8327845 STD RH6 4P Yes [ J 4,380
8327846 | M 5 X 0.8 STD RH6 2P 60 1 22 55 1 B @ 4,380
8327882 STD RH6 1P o 4,650
8327849 STD RH7 4P Yes o 4,650
8327850 STD RH7 2P B @ 4,650
M 6 X1 62 10 24 6 1
8327883 STD RH7 1P = o 4,650
8327902 STD+2 | RH9 2P D @ 5,770
8327903 STD-2 | RH5 2P D @ 7,750
8327851 STD RH7 4P [ 6,220
M 8 X 1.25 70 12 - 6.2 2 - B
8327852 STD RH7 2P [ J 6,220
8327904 STD+1 | RH8 2P D @ 7,750
8327853 STD RH7 4P o 7,030
M 8 X1 70 12 = 6.2 2 = B
8327854 STD RH7 2P [ 7,030
8327905 STD-2 | RH5 2P D @ 9,460
8327855 STD RH7 4p [ J 7,520
M10 X 1.5 75 15 - 7 2 - B
8327856 STD RH7 2P o 7,520
8327906 STD+2 | RH9 2P D @ 9,460
8327907 STD-2 | RH5 2P D @ 9,460
8327857 STD RH7 4P [ J 7,520
M10 X 1.25 75 15 — 7 2 = B
8327858 STD RH7 2P o 7,520
8327908 STD+1 | RH8 2P D @ 9,460
8327909 STD RH7 4P o 8,420
M10 X1 75 15 - 7 2 - B
8327859 STD RH7 2P [ ] 8,420
8327910 STD-2 | RH6 2P D @| 14500
8327860 STD RH8 4P ®| 11,500
M12 X 1.75 82 17 = 8.5 2 = B
8327861 STD RH8 2P ®| 11,500
8327911 STD+2 | RH10 2P D @| 14500
8327912 STD RH7 4P @®| 11,500
M12 X 15 82 17 - 8.5 2 - B
8327862 STD RH7 2P @® 11,500
8327863 STD RH7 4P ®| 11,500
M12 X 1.25 82 17 = 8.5 2 = B
8327864 STD RH7 2P ®| 11,500
8327913 STD RH7 4P @®| 14,700
M12 X1 82 17 - 8.5 2 - B
8327865 STD RH7 2P @®| 14700
8327866 | M14 X 2 STD RH10 2P 88 20 = 10.5 2 = B|@| 18,100
8327867 | M14 X 1.5 STD RH9 2P 88 20 - 10.5 2 - B|@| 18,100
8327868 | M16 X 2 STD RH10 2P 95 20 = 125 2 = B|@| 22400
8327869 | M16 X 1.5 STD RH9 2P 95 20 - 125 2 - B|@| 22400
8327884 | M18 X 2.5 STD RH11 2P 125 20 = 14 2 = B|@| 29500
8327885 | M18 X 1.5 STD RH10 2P 110 15 - 14 2 - B @| 29,500
8327886 | M20 X 2.5 STD RH11 2P 140 20 = 15 2 = B @| 32300
8327887 | M20 X 1.5 STD RH10 2P 125 15 - 15 2 - B|@| 32300
8327888 | M22 X 2.5 STD RH11 2P 140 20 = 17 2 = B|@| 37,800
8327889 | M22 X 1.5 STD RH10 2P 125 15 - 17 2 - B|@| 37,800
8327890 | M24 X 3 STD RH13 2P 160 18 = 19 2 = B|@| 457100
8327891 | M24 X 1.5 STD RH10 2P 140 15 - 19 2 - B|@| 457100
% =NEW SIZES @ =1Z#EEER @=Standard stock item
RELEVIRE - Vv IMAESET ALK DRVSIEREAFOS [TUNIT-RUMIIE]l & -Please refer to the “Drilling & Threading Tools” general catalog for length of external
ey YaiAR center and shank square dimension 2k and DRVS.
1. K [E 26 A CARSE S D 5 v T BB E T, 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.

FHEOLOFEEFRHBECA—TI D, RERIBUMEESTBDET, 2. TAP Limit does not gurantee thread limit for the internal thread after tapping.

2. 9V ITREERORUBEEZRIETDDDTIEHDFEA. 3. Thread Size = M2.6: without oil groove.
3. M2 TRIEHENBOFE Ao 4. B¢ 4P : P (for through holes), 2P : B (for blind holes), 1P : short chamfer
4. Bf14P: PGEDITA) . 2P 1 B(LEDTA) 1P 1 ¥ 3—hF v T7 5. 1P of center surface and incomplete thread is remained to improve tap insertion of
5. FANDBALER L 23 Yy A2 AP BEELTHDET the drill holes. (Excluding short chamfer)
A - < - e = ° % The drill hole diameter for fluteless taps differs from fluted taps.
(¥a—=bFrrT7RERC) For drill hole size, please refer to

MOBIELY vIEHIEY v I TR TIABDREDE T, FNdEHp. 1 7lE 8RR TEL,

pocid [10)



h = P o
,m l \1# E E EE$ ° % % EEEE JE 9 “J 7 Highly Efficient Multi-purpose Forming Tap with Internal Coolant Supply
A-OIL-XPF

e — W I 8,

LF

DCON

Type 2
4c z
I}
]
N I
T e e O
SPEED THLGTH £k ©
PM FEED OQ‘
vi P16 LF
» ¥z -
nba)E*E M Bf7:mm Unitmm
Y—JLNo. ¥ BERL| BE BfY 2R |[RQUEORE | BTORSE | VvV oF| MR |RELEVY | HE | (RS
EDP No. hread Size Grade TAP Limit £c LF THLGTH LU DCON Type External Center Stock (Yen)
8328000 M 5 X 0.8 STD RH6 2P 60 11 22 55 1 — B @ 8,440
8328001 | M6 X 1 STD RH7 2P 62 10 24 6 1 - B l@® 8,970
8328002 | M 8 X 1.25 STD RH7 2P 70 12 — 6.2 2 - B @| 12,100
8328003 | M 8 X 1 STD RH7 2P 70 12 = 6.2 2 - B @| 13,800
8328004 | M10 X 1.5 STD RH7 2P 75 15 — 7 2 - B @| 14,700
8328005 | M10 X 1.25 STD RH7 2P 75 15 = 7 2 — B @| 14,700
8328006 | M10 X 1 STD RH7 2P 75 15 — 7 2 - B @| 16,400
8328007 | M12 X 1.75 STD RH8 2P 82 17 = 8.5 2 - B @| 22400
8328008 | M12 X 1.25 STD RH7 2P 82 17 — 8.5 2 - B @| 22400
8328009 | M14 X 1.5 STD RH9 2P 88 20 = 10.5 2 - B @| 34,600
8328010 | M16 X 2 STD RH10 2P 95 20 — 12.5 2 - B @| 43600
8328011 | M16 X 1.5 STD RH9 2P 95 20 = 12.5 2 - B @| 43600
u 743)@%%EHIC“%T'F3L\Q @ =1Z#EER @ =Standard stock item
] Seeor explanation of icons.
1LHEEW  (F2RHRQUEHELDY v IHERETY, BNROLOFEZEIRH 1. The recommended tap limit corresponds to JIS class 2 internal thread standards.
WBEEE—TTH. AEF18UMEHEITROET, Upper limit of pitch diameter tolerance is same as RH limit, but tolerance is 18um .
2. Sy TEEEDRCEEERTIT 250 TRBEE . g Eﬁng Tét(?oorebsli?wztrgol‘;:gmee thread limit for the internal thread after tapping.
3. Bf12P : B(LLDTA) 4. 1P of center surface and incomplete thread is remained to improve tap insertion of
4. TFINDOFEANZRA LE BRI Y YEEATRINZEIPEEZRLTHDFT, the drill holes.
X BEULYYIEEIY v I TR TINRNEDNREDE D, Tﬂﬂiﬁ[;’é%ﬁ’é?z‘fuo % The drill hole diameter for fluteless taps differs from fluted taps.
For drill hole size, please refer to



%—ﬁgg ° %%ﬁgﬁﬁg ‘y jo D y 7“ :J -\7 y 7 Highly Efficient Multi-purpose Forming Tap with Long Shank m

A-LT-XPF

2

= o =
THLGTH L&‘

4
|
P

LU

Type 2
Lc §
R — 777;.»,77777217
THLGTH oK o
| SPEED Ly <
Oty ;
- P .
13 LI@E*E M BfiI:mm Unit:mm &
x
Y—JUNo. ¥ BERE| BE Bt 2R |RUBDRE | BTORE | VvV IR | BRR |RELEYY | HE | REME =
EDP No. h Grade TAP Limit £c LF THLGTH LU DCON Type External Center Stock (Yen) (@]
8328101 STD RH5 4p Yes @ 6,080 <
M3 X 0.5 X80 80 9 18 4 1
8328102 STD RH5 2P - 5 @ 6,080
8328103 STD RH5 4p Yes [ ) 8,180
M3 X 0.5 X120 120 9 18 4 1
8328104 STD RH5 2P - [ J 8,180
8328105 STD RH6 4P Yes [ ] 5,560
M4 X 0.7 X80 80 10 20 5 1
8328106 STD RH6 2P = 5 ([ 5,560
8328107 STD RH6 4P Yes o 7,850
M4 X 0.7 X120 120 10 20 5 1
8328108 STD RH6 2P = ([ 7,850
8328109 STD RH6 4P Yes [ J 6,570
M5 X 0.8 X100 100 11 22 5.5 1
8328110 STD RH6 2P - D @ 6,570
8328111 | M5 X 0.8 X150 STD RH6 2P 150 11 22 5.5 1 - @®| 10300
8328112 STD RH7 4P Yes () 6,330
M6 X 1 X100 100 10 24 6 1
8328113 STD RH7 2P = D @ 6,330
8328114 | M6 X 1 X150 STD RH7 2P 150 10 24 6 1 = o 9,790
8328115 STD RH7 4p o 7,730
M8 X 1.25 X100 100 12 — 6.2 2 -
8328116 STD RH7 2P D @ 7,730
8328117 | M8 X 1.25 X150 STD RH7 2P 150 12 - 6.2 2 - [ ) 11,700
8328118 STD RH7 4p @ 8,880
M10X1.5 X100 100 15 = 7 2 =
8328119 STD RH7 2P D @ 8,880
8328120 | M10X1.5 X150 STD RH7 2P 150 15 = 7 2 = @®| 12800
8328121 STD RH7 4p @ 8,880
M10X1.25X 100 100 15 — 7 2 -
8328122 STD RH7 2P D @ 8,880
8328123 | M10X1.25X 150 STD RH7 2P 150 15 - 7 2 - @®| 12800
8328124 STD RH8 4P @®| 15700
M12X%X1.75X150 150 17 = 8.5 2 = D
8328125 STD RH8 2P @®| 15700
8328126 | M12X1.5 X150 STD RH7 2P 150 17 — 8.5 2 - D @| 15700
8328127 | M12X1.25X 150 STD RH7 2P 150 17 = 8.5 2 = D @| 15700
u 743)@%%5)%[3@22%Téb\0 @ =1R#EEER @=Standard stock item
m See p3]for explanation of icons.
1LEEEW  ([F2RHRQUEZEROY vIHEEETY, BMROLOHFEEERH 1. The recommended tap limit corresponds to JIS class 2 internal thread standards.
BEEEE—TITH. EVFIULEORBICONTIE, REFHEFED12.7u mTIEEL The upper limit of the pitch diameter is the same as the RH Limit. For taps with a
18U MEBSTHBHET pitch_ab_ove one, thelimitwillbe18pminstead of_the standard 12.7pm. )
25 TR DRURRE RIS S 50T, 3 AP Lk o ot i e o e ol el appng
3. Bf4P : PGEDIRA) . 2P 1 BUEDIUA) 4.1P of center surface and incomplete thread is remained to improve tap insertion of
4. FIRNDFAMZE LS BBy YEERTLINZE 1P EBEZRELTCHDETD, the drill holes.
W GEIE LY vIEIEIS v T Tl RO REDE T, 'F?T@iﬁl&%ﬁfmﬁ?éuq % The drill hole diameter for fluteless taps differs from fluted taps.

For drill hole size, please refer to

&
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A-LT-DH-XPF

E——

PM Vi

RUDEE: M

SPEED
FEED

P16

2

N
DCON

THLGTH 2k &
LU 9

LF

B{I:mm Unitmm

BEXRLT BE | BY | 2R |QUBORE | BTORE | YvYoR | BR | RHLEYs | #HE | REE
Grade | TAPLimit | &c LF THLGTH W DCON DN | External Center | Stock (Yen)
8328221 M2 X04 X 80 STD RH4 2P 80 4.8 20 3 1.5 - D @| 7090
8328222 M23X04 X 80 STD RH4 2P 80 4.8 20 3 1.8 = D @| 6850
8328223 M 25X 0.45 X 80 STD RH4 2P 80 54 25 3 1.9 - D @| 6850
8328224 M 2.6X0.45 X 80 STD RH4 2P 80 54 26 3 2 = D @| 6,760
8328225 M3 X0.5 X120 STD RH5 2P | 120 6 59 4 24 - D @| 8180
8328226 M4 X0.7 X120 STD RH6 2P | 120 8.4 60 5 351l = D @| 7850
8328227 M5 X0.8 X120 STD RH6 2P | 120 9.6 61 55 4 - D| @| 8,060
8328228 M6 X1 X120 STD RH7 2P | 120 12 62 6 4.7 = D @| 7840

71 2V DORAHp e CE TS0,
m See[p3Jor explanation of icons.

1ABEM  F2RORUEHEINDY v THERETY. BWEOLOFFEZEERH
BELE—TID, EvFIUEORBICOVTE REFEED12.7u mTRFIEL

18uUMEFEOTHOHFET,
2. 9 VITRERDRUIBEZRIEI DD TIEHDEE A,
3. Bf12P : BUEDITA)
4. FINDOFEANZO LSRR HEYIYHEATRINZIPEERLTHDET,
X BRLYYITEHIY w?‘@[;?ﬂf%b‘?ﬁbi?z?ﬂﬂiﬂ;%%Eﬁ?éuo

@ =1Z#7EER @=Standard stock item

1. The recommended tap limit corresponds to JIS class 2 internal thread standards.
The upper limit of the pitch diameter is the same as the RH Limit. For taps with a
pitch above one, the limit will be 18um instead of the standard 12.7um.

2.TAP Limit does not guarantee thread limit for the internal thread after tapping.

3. 8¢ 2P :B (for blind holes)

4. 1P of center surface and incomplete thread is remained to improve tap insertion of
the drill holes.

3% The drill hole diameter for fluteless taps differs from fluted taps.

For drill hole size, please refer to




7J|]I(D7|'\°4'7 h Machining Tips

BHRUOTDOHZD (/D) Xtk

Measures against burrs at entry point of internal threads

Tap Drill Size Tap Drill Size

OcimE. EED UTFLMEE without chamfering

Tap Drill Size Tap Drill Size

OJtimE. EED LTSS with chamfering

HEY v FEEERICKDRUILZRAZT Scd. T—o00O5T:
HEICERDDEVES. hADHECTT, MADPOIF- /U
DREZEMZABDICE. 60°~70° DAETHRDZ{TI LZ2HED
LET,

Forming tap forms threads by plastic deformation. Without adequate chamfering,

FERUIVINITOHST. 118° OEED BRBFIZS (&, EEXDIHE
DEREZE, QU ZAREYFRICTNEIZADEIMHITEE T,
Bl : M10X1.5DIEE, 10mm+(1.5X2) =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+(1.5X2)=13mm

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.

K — ANy -y -1
{ERTE i $HRUDOTDIREE
Tool A-XPF M8x1.25 2P Conditions of internal thread hole entry
ol ERDIEL 60" EEXD
Work Material $45C No chamfering 60° chamfering
TR ®7.4x12mm (G&b)
Drill Hole Size Through -
-
RQUITRE
Tapping Length 12mm t
SIHLEE ; . —
Cutting Speed 30m/min(1,194min"") :.
YA AGEEIBIHEE 15T U — 2042 >
Coolant Water-soluble Chlorine-free (5%) £
EFRE #wE~Yv = Jtw>4 (BT50)
Machine Horizontal Machining Center s 60°
TIRAR
Pre-drilled hole shape ®»10
974 7.4

«
=
=
2
£
o]
)
=

L
N
X
E
e
H
=

ERUILAZD:EL

Differences in Thread Profiles

BR&Y v I TIIENcHRUDLLIER.
EINUAHZRFOTRARICIED T T, (BESER)

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




7JUI h} lJ7 a)E‘I‘ﬁ Calculation of Machining Torque

A-XPFOXZERUDINIMLITY, KZFEMIDOMLY GHREIE) BUTORZSESE TS,

Machining torque for large diameter threads using A-XPF. Refer to the table below for calculated torque values.

.7(1513 U@,.“]I I\}ba_%i Machining Torque Chart for Large Diameter Threads

B{I:N-m Unit:N-m

HRHIF 72 (K) coefficient of Work Material
220y BHE(E)MmM 2 4 8 11 12 14
Thread Size Pitch Diameter
AC ADC Bs 55400 $45C M
M 18 X 25 16.376 14 28 56 77 84 98
M18 X 15 17.026 5 11 21 29 32 37
M20 X 25 18376 16 32 63 87 95 110
M2 X 15 19.026 6 12 2 32 35 41
M22 X 25 20.376 17 35 70 9% 105 122
M22 X 15 21.026 6 13 26 36 39 45
M24 X 3 22.051 27 54 109 150 163 191
M24 X 15 23.026 7 14 28 39 43 50

HARRIMIMVIDERTHD MIMUVIZRIETDHDTIFHDERA. REDIMITNLIIE. STHLRE. UIELHAL TR ERRGICKIDEEHLET,

KB HELIHIRE (SRR M) ZERAULIBEEDER T,

*This chart offers approximate machining torque values, not a guarantee. Actual torque will vary with conditions such as cutting speed, cutting fluid, and pre-drilled hole diameter.
*Applies to situations using water-soluble cutting fluid (external lubrication).

f(:ﬁUﬁ(ZlCDLVCIJ\ L){_FUDET%:EV,_C%;':H lJ-C-F_LkL\ Calculate unlisted sizes using the following formulas

.Eﬁg‘yja),]ul h}bgﬁgﬂ Formulas for calculating forming tap machining torque

_ T:MLVZIN-m] " ”
ERIGIES v Conventional Forming Taps Torque W:ﬁa“agﬁal Coeﬁgﬁﬂ%ﬁkﬂgﬂial
= 2 K : #HI4%
T 0.09806 X K X E X P iﬁﬁ!iﬁﬁ{?\/\%kMaterial IO LES 2
E: B3R [mm] Aluminum Alloy
XPF:JU_X XPF series p ’:-ECh ;i_a;:neter] PIW=HALF v R 3~4
=) lumi . !
T — 0.06864 X K X E X Pz Pitcﬁ mm Aluminum Die Casting
= i 6~8
Brass
f5) A-XPF M24X3 . SCM440#1IITDIFSE —iES AR 10 ~11
For machining M24 X 3 (SCM440 material) Mild Steel
_ 2 o . -
T=0.06864 X14 X 22.051 X 3° = 191 [Nem] B W 11 ~12
Carbon Steel
) AGEIETIHHE (A 8RHEIH) ERROER T, ax F8) i 13~14
MIREBECEKD. BBEFZELEFITDTTEETREL. Alloy Steel (Hardened Steel)

This is a guideline for use with water-soluble cutting fluid
(external lubrication). Please note that values may vary depending
on the machining environment and other conditions.



Wﬁu%ﬁ:giﬁﬁ Cutting Conditions

YRR
Cutting Speed
(m/min)

» _ Ya—hFvUT7
s

1R HI

A-LT-DH-XPF
R3] - {ECpesRE - HRiREE - - - _
Mild Steel - Low Carbon Steel - Medium Carbon Steel €<0.45% ©) 10 50 5 25 5 25 5 25
BREH N ~ N N
High Carbon Steel 0.45%=C (@) 10~ 40 5~20 5~20 5~20
== ~ ~ ~ ~
Allay Steel SCM ©) 10~35 5~15 5~15 5~15
REH ~ ~ ~ ~ ~
Hardened Steel 25~35HRC © 5 30 5 15 5 15 5 15
e ] ~ ~ ~ ~
Cast Steel sC O 10~ 40 5~15 5~15 5~15
ATV U SUs304 ~ ~ ~ ~
Stainless Steel SUS420 © - 5 15 5 10 5 10 3 5
%ﬁ Cu O 10~30 5~20 5~15 5~15
opper
gﬁﬁlﬂ-ﬁﬁlﬂﬁ% Bs-BsC ©) 10~ 30 5~20 5~15 5~15
rass - Brass Casting
ZIV= =D LEE ~ ~ ~ ~
Aluminum Rolled Steel Al © 20 50 10 30 10 25 10 25
TIL==S LEEHY) AC-ADC o 20~ 50 10~ 30 10~25 10 ~25
uminum Alloy Casting
BHEEEHY ZDC o 10~30 5~15 5~15 5~15
inc Alloy Casting
REO HAO BestO GoodO
E L COVIHISRERERS. AKBMEHERE R TU—-) ZERATHBEDHBDTT . Note : The indicated speeds and feeds are for tapping with chlorine-free water soluble coolant.
*1 1 ATV U ZMIERACGE I EERF T [SEB DO RVAKEMELIHIBF ZTEA T IV, %1 : We recommend using non-water-soluble coolant or highly lubricated water-

soluble coolant for stainless steels.

EIEIXDEBREEM TV T DIEREZS | EHT

Maximizing tap performance with machines equipped with synchronous feed mechanism

szmvs ) SynchroMaster

Tap Holder
YoAONRY —

GHCHA4J (ALvbhRIL—H) FHTHEEZ v

Improve lubrication by using GHC type (for collet-through)

NAGHYAT IO < FHHMEER GHCY 1T
GH Type - General-purpose GHC Type - Optimized for Chip Removal

'Y H—Z)—* SiER#aH JLybhRIL—
Center-through External coolant supply Collet-through

5

FHEEIBES

Scan for details

MNIELTH
HBEhE !
Improves lubrication

even without coolant
holes

BIEL

Without grooves

BE

With grooves

¥ ERBGHIFEYH—RIL—[CHIBLTLE R A
ER8GH does not support center-through

L
Ng
2
M
8%
HE
=
£

Cutting Conditions

CIHISR R R



https://www.osg.co.jp/products/others/spec/synchromaster.html?utm_source=qrcode&utm_medium=n_135&utm_campaign=synchromaster

19 U-F/ﬁ\”ulmﬁ?; Recommended Tap Drill Size

BfI:mm  Unit:mm

|BJIST#k1a L
for JIS class 1 dfrill hole dia.

RHIEE| R/I\~TRA (Uohh'DE) RHEE RI\~TRA (Uohh'DE) |RHEE| &I\~RA (UohDE) \RHEE| R/I\~RA (UohhbE) RHEE| RI\~&X (UohhbE)

Min. ~ Max. (Thread Overlap Ratio) |RHLimits| Min.~ Max. (Thread Overlap Ratio) | RHLimits| Min.~ Max. (Thread Overlap Ratio) |RHLimits| Min.~ Max. (Thread Overlap Ratio)

|BJIS2 %1 U

for JIS class 2 dfrill hole dia.

RUOFY

Thread size

M1 X0.25| — - 4 1 09 ~ 092 (100%~80%) — - 4 | 0901~0.92 (100%~80%)| — -
1.2X0.25 | — = 4 [ 11 ~ 1.2 I - - 4 | 1.101~1.12 l - -
1.4%X0.3 - - 4 | 127~ 1294 " - - 4 | 127 ~1.294 " 4 | 1.27 ~ 1.291 (100%~82%)
1.6X035| — = 4 144~ 1.48 (100%~75%)| — = 4 1.44 ~1.466 (100%~81%)| 4 1.44 ~ 1.475 (100%~75%)
1.6%X 0.2 - - - - - - - - 4 | 153~ 1.55 (100%~75%)
% 1.7X035| — — 4 | 154~ 1.58 (100%~75%) — = = = = =
2 X04 - - 4 1.81~ 1.85 n - - 4 1.81 ~1.84 (100%~81%)| 4 1.81 ~ 1.849 (100%~75%)
% 23X04 = = 4 | 211~ 215 I — — — — — -
25X045| — - 4 | 228~ 233 I - - 4 | 228 ~2312 (100%~82%)| 4 | 2.28 ~ 2.324 (100%~75%)
% 2.6X045| — — 4 | 238~ 243 I — — - - - -
3 X05 - - 5 | 276~ 281 (100%~75%)| — - 5 | 2.762~2.798 (100%~82%)| 5 | 2.762~ 2.812 (100%~75%)
4 X 0.7 - - 6 | 3.65~ 3.7 (100%~85%) — = = = 6 | 3.66~ 3.69 (100%~85%)
5 X0.8 - - 6 | 459~ 466 (100%~80%)| — - - - 6 | 46 ~ 4.65 (100%~80%)
6 X1 — — 7 | 548~ 557 4 — = - - 7 | 549~ 556 I
8 X 1.25 5 7.31~ 7.38 (100%~85%) 7 7.34~ 741 (100%~85%)| 5 7.31~ 7.36 (100%~90%) 7 734 ~74  (100%~87%) 7 7.34~ 741 (100%~85%)
8 X1 - - 7 | 748~ 7.57 (100%~80%)| — = = = 7 | 749 ~ 7.56 (100%~80%)
10 X 1.5 5 9.16 ~ 9.22 (100%~90%) 7 9.18~ 9.28 (100%~85%)| 5 9.16~ 9.21 (100%~91%) 7 9.19 ~9.24  (100%~90%) 7 9.19 ~ 9.27  (100%~85%)
10 X1.25| 5 9.31~9.38 (100%~85%)| 7 | 9.34~ 941 I 5 931~ 9.36 (100%~%0%)| 7 | 9.34 ~94 (100%~87%)| 7 | 9.34~ 941 I
10 X1 - - 7 | 948~ 9.57 (100%~80%)| — - - - 7 | 949~ 9.56 (100%~80%)
12 X 1.75| 5 |11.01~11.08 (100%~90%)| 8 |11.05~11.15 (100%~85%)| 5 |11.01~11.07 (100%~91%)| 8 |11.05 ~11.11 (100%~90%)| 8 [11.05~11.15 (100%~85%)
12 X 1.5 - - 7 [11.18~11.28 n — — 7 [11.19 ~11.24 l 7 (1119 ~11.27 "
12 X125 — = 7 |11.34~11.41 I — - 7 11134 ~114  (100%~87%)| 7 [11.34~11.41 I
12 X1 - - 7 |11.48~11.57 (100%~80%)| — - - - 7 11149 ~11.56 (100%~80%)
14 X2 - - 10 [12.92~13.04 (100%~85%)| — = 10 (1293 ~13 (100%~90%) | 10 [12.93 ~13.04 (100%~85%)
14 X 1.5 - - 9 [13.21~133 n — — 9 |13.21 ~13.27 l 9 [13.21 ~133 "
16 X2 = = 10 |14.92~15.04 4 = = = — 10 |14.93 ~15.04 I
16 X 1.5 - - 9 [1521~153  (100%~80%)| — - 9 1521 ~15.27 (100%~90%)| 9 [15.21 ~15.3 I
18 X 25 - - 11 [16.63~16.78 (100%~85%)| — - 11 |16.64 ~16.73 " 11 |16.64 ~16.78 l
18 X 1.5 - - 10 (17.22~17.31 n - - — - 10 |17.23 ~17.31 "
20 X 2.5 = = 11 |18.63~18.78 I — — 11 |18.64 ~18.73 (100%~90%)| 11 |18.64 ~18.78 I
20 X 1.5 - - 10 [19.22~19.31 4 - - - - 10 |19.23 ~19.31 I
22 X 25 - - 11 [20.63~20.78 (100%~85%)| — = = = 11 |20.63 ~20.78 (100%~85%)
22 X 1.5 - - 10 |21.22~21.31 " - - — - 10 |21.22 ~21.31 "
24 X3 = = 13 |2236~22.53 1 = = = = 13 12236 ~22.53 i
24 X15 - - 10 [23.22~23.31 4 - - - - 10 |23.22 ~23.31 I

3#JIS B 0205-2:2001 R2([CHFEVRLDOFV T,

1. EROTRER. WEMFCRIDEREDFTIDT BREULTTEL,

2. FIVRISHEIM - B - PR EFICRDBEEDDEDSDZDD T IO THUMIOD L
RETEL,

3. MAMZEZRT DL, TNEEAEHOHANEFTY . BRICEDETEET L,

4. TTHDD ., SRD. DFNENGDE FSTIVDRRICEDFTDTTERETEL,

*#Nominal size of a screw that is not listed in JIS B 0205-2:2001 Table 2.

1. The proper drill hole size may change due to material variety. Use the recommended
drill hole size as a benchmark.

2. As the hole diameter may vary by behavior of plasticity depending on the material,
hardness and shapes of workpiece, the hole diameter should be determined through
trial tapping prior to final machining.

3. Alarger drill hole size is better for extending tool life. Select a drill hole size based on
your particular application.

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

F—IRI—-RBRIBEICEBULVLVIDHIZHEELTVNET

OSG’s Environmental Initiatives

BWRE-8d—F«>V7J
Tool Reconditioning

BHTCEELKE>EIEZ#HSE
BIATsCLE. EERIEE
HWIRIRIBOREZFBHNDEBIC
DIEHDFET,

Tool reconditioning contributes to resource

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

BEUSCIIL

Carbide Recycling

BMECEELLLoIcBEIE[X

HEN—RXZ)VT [BEUYAIII] 5T ENTEETT,
BEUSAIIVIE FLEBOUT7AYI I EZLZE
BEMEBOEREZFEOTIENTE REREBICKILEEFT,.
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.

s
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JISHBICEMULEREYS —IZER>UD. REGIELERIRT DS —IKE,
BRRIESAVFvITERDEATWVWET, HEIET55

Scan for details
OSG offers a broad selection of gauges, including JIS-compliant and models designed for extended service life.

LG : n Um Bﬂﬁ “_ :J“EE 94 70 Thread Limit Gauge Long Neck Type jjgg—glg

Scan for catalog

BEHRL. FUVEBD DIEBE D OIEET I, «amos N HEEDRL TS5 —JERA—TT

Long neck enables inspection of deep parts 3 ldentical to standard thread plug gauge except for the neck length

e T W

D LC' LG . D LC J— 7_- 4 77“19 Uﬁi I;E ﬁb‘-‘_ :J“ DLC Coated Thread Limit Gauge

BBMEICENSDLCO—FT1VTIC&D,
HBREB(PIV=ZULEGE. HEEHFE) DBEBEMNKRICEINTI,

DLC coating offers excellent lubricity, making it effective against welding in non-ferrous metals such as
aluminum and copper alloys.

T

TIN'LG . TiN:_7_-'f 79‘19 UFHBE;?T—’J“ TiN Coated Thread Limit Gauge

MEFEECEBNDTINI -T2 JICKDREMILZRR,
EFIAEZBR THIEN g (BR) T,

TiN coating offers superior wear resistance, contributing to extended tool life.

Wear condition can be visually monitored as a guideline.

LG : w ?Ejo IJ _y 705 a“b‘-‘_ :J“ Plain Plug Gauges for Minor Diameter

BIEY v 3D EIFHRUZRR T Dlcsd. THREEHRUDARNELED T,
HRUIMTIE ARTEDESEHEEET T,

Forming taps produce raised threads through plastic deformation, resulting in a difference between the pre-drilled hole and the internal thread diameters.

The inner diameter can be verified following internal threading.

fiekJIS BB IM ITER WM

Previous JIS  for inspection for working
JIS (ISOS&#R) - PP
JIS (1SO)
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Rocommended Tap Drill Size



https://www.osg.co.jp/products/gauge/index.html?utm_source=qrcode&utm_medium=n_135&utm_campaign=gauge
https://bit.ly/443o8sR

shaping your dreams
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a TEL (022) 390-9701
L TEL (024) 991-7485
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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
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TEL (086) 241-0411
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TEL (0266) 58-0152 5 TEL (082) 532-6808
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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,

& 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 ©2024 OSG Corporation. All rights reserved.

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

BEIIHEHHDET,

Tool specifications are subject to change without notice.

« AEBBABORETER - BRZRUIT T,
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