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X Performer Forming Taps S-XPF

Expands the range of thread- rolllng taps
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@ Achieves 17 times the durability of cutting taps!
@ Handles materials up to 35HRC
@ Achieves stability and long tool life even

when machining steel with water-soluble coolant

Unlimited unmanned operations

OFafF % h<T
ORBNREMIL &= #
OIRMELR DY) FLEESS-XPF
@ Eliminates short stoppages

’ Enables superior machining stability
@ The S-XPF is the trump card for cost reduction

Totally eco-frlendly’
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17 times the durability of cutting taps
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A superior thread-rolling tap that stably makes threads without creating cutting chips. Its adoption rate
in nonferrous materials is approximately 90%, in terms of the number of machined holes. In contrast, its
diffusion rate in steel materials is 20% (per OSG data). The S-XPF is a new type of thread-rolling tap that
eliminates the obstacles associated with thread-rolling when tapping in steel materials.

padld

Reduces friction resistance! The S-XPF has significantly
reduced friction resistance by adopting a special threading
design and a special surface treatment. This results in a
reduction in torque of 40% from the traditional product
and a considerable suppression of heat generation(See
the example below.)! It facilitates previously difficult
applications such as 35HRC steel materials and thread-
rolling of large diameters, and enables high-speed operation

using water-soluble coolant while attaining an even longer

tool life.
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Reduces machining torque. Enables thread-rolling in low-lubrication environments.

fEATE

Tool M8X1.25

WRHEIE

Work Material SCM440 (30HRC)

TR @7.4x20mm G&ED)

Hole Size (Through)
RQUITRE 18mm(2D) (lEb)

Tapping Length (Blind)

YIHLERE ; in

Tapping Speed 15m/min(597min-)

YIEHA] AKBMLIHIME ERTU— 108
Coolant Water Soluble Chlorine-Free (10%)
et ARV ZVIRYUS

Machine Vertical Machining Center
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Heat generation has been reduced by 20%, improving tool life.
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EATE

M10X%X1.5
Tool
WHIME
Work Material SCM440(30HRC)
TR ¢9.4X25mmGED)
Hole Size (Through)
RQUITRE 25mm(2.5D) G&b)
Tapping Length (Through)
YIHLEE i in-
Tapping Speed 20m/min(637min-)
SIEHE] N—2Z NZEf
Coolant Paste application
et SITIVR—ILEE
Machine Radial drill press

YyEVIERDY—EISTEK

A thermograph image taken immediately after tapping
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Heat remains in

the workpiece.

{4t & Competitor
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The generation of heat on
the workpiece is suppressed
during machining.

S-XPF

HRE DR AEAHEHEZTOT XA PDEMICTMIZRELE Ulc, BEDINTICEVWTIERAIFGEZLUTMILTTE L,

* To photograph the process, machining was carried out by applying paste instead of using coolant. However, during normal machining, coolant should be used.



2006 FEMMTETHERTLUFR. FRE1EMHE Fo:‘l_ow.ing itslTlcl:lvandce"sale in Elurolpe inI2006 ::_d

= RS wy = - achieving a million-dollar annual sales volume, this
Ez'%)(jj E J I\GJQ Jj ‘EZKI"LBE° mega-hit tap has finally landed in Japan. The S-XPF
KBEINMI AR EIEERIEDEXITITAEM Series, which performs superbly with water-soluble and
I-'Ei%'_c %ﬁﬁ ENES-XPFYU—-XIF. ¥ w i chlorine-free coolant, has been refined in the European

market. It has completely revised preconceived ideas of

OJEEW#P&%I _¥ﬁ ! taps!

KB HRIT30HRC FoIgEZrTHEIC

Taps 30HRC material using water-soluble coolant. Making the impossible possible.

Eﬁ?lﬁ M10x1.5 ﬂUIWﬁ Tapping Holes (Holes)
00
WA E 0 200 400 600 800 1,000 1,200 1,400 1,600
Work Material SCM440 (30HRC) ‘ ‘ ‘ ‘ ‘ ‘ ‘ ‘
™ ©9.25X19mm (&@b) 1,3697¢ (Holes) GP-OUT
Hole Size (Through) S-XPF
RQUITRE 19mm(1.9D) (1Eh)
Tapping Length (Blind) 1,44851 (Holes) GP-OUT
YIHLERE ; .
TappinngDeed 15m/min(477min) N
B ACEEGIELEA B U— 10f GiRm | )\t GRP-OUT
i 10/
Coolant Water Soluble Chlorine-Free (10%) B el
BRI [ 3i A Vs s e 27\ (Holes)y GP-OUT
Machine Horizontal Machining Center

ﬁg@g*{t Unlimited operation in the unmanned mode

FTIHROLZEINMILICS-XPFE The S-XPF is designed for superior machining in a stable manner.
j-l"*u_ K/EDD < ° The S-XPF is a thread-rolling tap! It does not create

S-XPFIl& ﬁf\iﬁ@ v 7 I t)J b <§-7E H:Il TEWV if\ﬁ Ty 7 T9 cutting chips, making it a stability-oriented product that
b\ 5\ %%t}] D (g: I\g j‘)bt & ﬁ.‘@@ﬁi?&[ﬁ]ﬁ.ﬁ%o |\)|/g is naturally immune from cutting chip problems. Thanks to

the reduction in machining torque and long tool life, this tap

ﬁwﬁf;ﬂ]% ° Efﬁlﬁlﬂttaﬁb\i D'C%?/E\@%AJJDI’E?‘QEE bi?“o provides peace of mind in unmanned machining operations.

ECO ‘: t (: th ! Offers eco-friendly solutions!

BT —|CS-XPF, The S-XPF works with chlorine-free coolants.
The low friction resistance of the S-XPF expands the

S-XPF@fﬁFé@?ﬁ?ﬁ IEt\ 7J</§'|§ ;Hﬂ ﬁ”tﬂﬂ T H:'I;EZD *ﬁ EU M' range of work materials that can be machined with
%E 1_52 75: ?IE U'\ qun ;=Eﬂ TJYU—T0D ﬁ[l_j 7\ |-E_| J: :E) ;{E—L\— s 35 bf:o water-soluble coolants, and also improves its durability

when used with chlorine-free coolants. The S-XPF is

S-XPFTIOOY—! eco-friendly!
p \
WS DEBISREEE Environmental problems associated with coolants ~ The chlorine-based extreme-pressure agent used in cutting

coolants is known for its superior machining performance primarily
WSy = | SIESEETNI B =N AL at low cutting speeds and is therefore frequently used in broaching
IHSEEICE S NDIER MRS . EICERTMICOVTENT AEE 3L low culting speeds and is therefore frequently used in broaching

FREDHSNTHEO, TO—FMIPE v TIMNLICERESN TR, ARNEIBRIE  paraffin, and reports indicate the problems of highly toxic dioxin
BYIFERIE/INS TV THD BRIEINST U ZSEIDHEIZRAITDHESM  that is released when a coolant containing chlorinated paraffin is

DBV RFET BARMN DD EDRESN, BEHEOTNS. oumes ot
FREg Dioxin is easily created when cutting coolant waste containing

ATV (F BRESH I DUHIHEIDRERZ. hRERAER CERHET  chlorine is burned at low temperatures in a medium-scale

=1 T EAERS 3 =] N== incinerator. Therefore, voluntary restraints are being practiced
SLBBICRETOCLUMBSNTOD, ERABTRMADEAD BRSNS from using chlorine-based extreme-pressure additives. The Law

@(CH2. 1999 F(CHA A+ VBN FRIBBEDHIE. /e 2000F(CIFIISH T Concerning Special Measures against Dioxins has been enacted in

ESH BRSEVHIBRAIORAEDEIFRE N, 1999. The JIS has been revised in 2000, deleting the standards
- for chlorine-containing cutting coolants.
JUDLTSU\, NETE]E httDZ//WWW,jUﬂtiJ.CO.]D \22081‘53557%?3? wh Extracted from an artic\eg\'n the spicial March 2008 edition of JUNTSUNET21,
CROAIEPRFIORFEE] 1VOEFTREASE #RFEE &R http://www.juntsu.co.jp, entitled "Recent Trends in Water-Soluble Cutting
_ Coolants" written by Koji Hosoda, Yushiro Chemical Industry, Co. Ltd. J




WBESSITIIEES-XPF !

The more demanding the work, the more you will reach for S-XPF Taps!

HIZ2 D715 EiEs Y T Dkl X

7 times the durability of cutting taps. Expands the range of thread-rolling taps.

fERTE SxpF | EREEYYT | Z)ASNTYT RUILTRE Tapping Length (m)
Tool = MBX1 Traditional thread-rolling tap Spiral tap 0 20 40 60 80 100 120 140
o0 MBX1 MBX1 ] 1 L 1 I I !

HWHIE SA45C(90HRB) 113m EFEX Large Wear
Work Material S-XPF
TR ¢5.55X25mmGED) $5x15mm(&h) 119.2m EFEX Large Wear
Hole Size (Through) (Through)
RUIITRE | 18mm(3D) (1Eb) 12mm(2D) (1th)
Tapping Length (Blind) gy | BEREEYYT | 32.5m T ear = . —
- Traditional thread-  [smme 1-51: a)ﬂ]ﬁuz t_ h
IR o | 15m/min(796min") 10m/min(530min’) oingts | 32.5m | T o 1.58DRLITES
XL
PHGER | ACEMEEIBEE @ OU—  10f 7 am GR-OUT 1715 OMAIERE
Coolant Water Soluble Chlorine-Free (10%) 2l (45,b9‘y7 L . - t] 5 tirges tb"?ﬂping I?ngth
s — ~ ) A~ i imes durability performance
i B~y =0Ty spiraltap 6.2m GP-OUT -
achine Horizontal Machining Center

WYY =00 TORIVNIIE. MIRISHEEEANSNICKWEA HEEDERERDEH#EE SN TV LT,
UD'U. S-XPFTIFZDEEZ U7 UTIRBEDMREZHRIRT DT EICHI. REDOMA ML Z SR TEL,

On horizontal machining centers, tapping deep holes properly is considered difficult due to the insufficient feeding of coolant in the work area. However, the S-XPF has
solved this problem and has succeeded in attaining superior performance. The outstanding durability of the S-XPF can be is clearly demonstrated in this type of operation.

BXEMIDRSHILICS-XPF !

Achieve long tool life in large-diameter threads with the S-XPF!

fERIR M14x1.5
Tool
WEIE
Work Material SCM440 (30HRC)
AN ®13.3X25mmGEb)
Hole Size (Through)
RQUITRE 20mm(1.5D) (1Eb)
Tapping Length (Blind)
YIHLEE ; .
Tapping Speed 15m/min(341min")
HIEHA] KAMEYIHRE BE=TU— 5fE
Coolant Water Soluble Chlorine-Free (20%)
et ARV ZVIRUE
Machine Vertical Machining Center
= —h - -] *
WEREENM TN DHEE !
Challenging high-speed thread-rolling tapping work!
RI8 M8x1.25
Tool
WHIE
Work Material 85400
TR ¢7.4x18mm(1ED)
Hole Size (Blind)
RQUITRE 13.5mm(1.7D) (1Eb)
Tapping Length (Blind)
YIHLERE ; .
Tappin:,speed 40m/min(1,600min™")
SIEHE] HBMETIEEE BEFTU— 108
Coolant Water Soluble Chlorine-Free (10%)
et [ 31 A4l Ao s
Machine Horizontal Machining Center
I Z] Tapping Holes (Holes)
0 190 290 390 490 590 690 790
A
700J5R (Holes) #¥#EATHE Continue
S-XPF
7003 (Holes) $#¥$EATHE Continue
PEEm 22471 (Holes) &7 Binding
Traditional
Product 2247 (Holes) &7& Binding

ittt mTlE. SEDERNERMAZERALTE 500 ~700NDMWADET
5%, S-XPF T4 1,300 NZ#8 A REERIC AL, CDRMIKR . HEID
FREBRZ LT THRIDOS Y Z VI IAMERICEIRT DI BAEE, S-XPF
(& RIBHRELD7A T4 7 ZEPLET !

The competitor's product could tap only 500 to 700 holes using a coolant that is highly diluted to

five times. In contrast,

the S-XPF could tap over 1,300 holes, successfully reducing costs. This

cost reduction can also be applied to reducing the running cost of the coolant by increasing its
dilution rate. The S-XPF can offer many ideas to optimize your work on the shop floor!

Competitor B

INI7EK Tapping Holes (Holes)
590 1,900 1,§00
S-XPF 1,354 (Holes) GP-OUT
ﬂi"*i_A 51171 (Holes) ZE UL+ Rubbing Noise
Competitor A
fth#tB GP-0OUT

7607 (Holes)

SS4007%. ;<

YV JEVITERAOM/MINTINLUESEHITY, ERE

TIFEEDOELIEHN. S-XPFE3EHEVWKZMILTCE. EBRNEMT
FIEXTERGERADERE. MT3ERE L& TEHHIRZRRICRIELE U,

Here is an example of
machining center. The

tapping in SS400 material at a high speed of 40 m/min on a horizontal
traditional product bound up considerably, shortening its tool life. After

tapping almost three times the number of holes, the S-XPF bound up only slightly, and could
continue to work. It simultaneously improved tapping efficiency and reduced tool cost.

7007 UNT#&D
EFRE

Wear condition after
tapping 700 holes

2247 NT#D
EEFEIRTE

Wear condition after
tapping 224 holes
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uble-free, unlimited unmanned operation

ERATE BRIU—KBHEHRATONRY YT
M3X0.5 M4x0.7 M5X0.8 . ol ,,\
Tool MICHEVTH., MERLEER L] &
WEITE SCM440 (35HRC) [S#EE(35HRC) DREMI] #XREL
YVFork e ¢2.75X11.5 (@b) | p3.65%12 (:@b) p4.6X12 (@b) FUTE, RUU T DA GBI o, Bt
AN .756X11.6mm( .65x12mm{Q .6x12mm@G ISR 2 D [ S =snz{b |-
Hole Size (Through) (Through) (Through) S‘H’E(Df?m(;#j%ﬂ%@?mka:b
e S-XPFERERREDIEDIENDE T,
TG Len‘g:th 7.5mm(2.5D) 8mm(2D) 10mm(2D) Even when using small-diameter taps with chlorine-
IR fre? water-soﬂluble coolan;c, it zchifvssld ;:1: "definiti
i im- i in- i in- erformance improvement" and "stable tapping o
Tapping Speed 15m/min(1.592min") 15m/min(1.180min") 15m/min(958min"!) gigh hardness FSEHRC) material". As them:hread
N Nl w13, — ize i , the di ity bet the S-XPF
LR 7J<V(/§ |*_-Et£|é_}|bbﬂ|3§|] Ciﬁi‘.jlé 1]8!/‘::'[ :Inzc;3 tlrr:grfr:z?t?onaIeprtlnsdzecl:rtlsyinc?evgzgg duee to the
Coolant ater Soluble orine-Free ( o) increase in the amount of plastic deformation and
{5 ARk AR VEITIIY resulting changes in the amount of generated heat.
Machine Vertical Tapping Machining
I“]I/'T& Tapping Holes
1 ,900 2,900 3,900 (Holes)
S-XPF 3,60075% (Holes) EEFEKX Large Wear
M3x0.5 S
Traditional g:loduct 2,8007 (Holes) 18 Breakage
S-XPF 2,00077 (Holes) EEFEK Large Wear
M4x0.7 o
Traditional g:loduct 1,0267 (Holes) ¢ #iR Breakage
S-XPF 2,54571 (Holes) EEFEK Large Wear
M5x0.8 -
Traditional Product 4417 (Holes) #7118 Breakage

i
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‘ers eco-friendly solutions! Realizing MQL

fERATE M8x1.25 (Hf5km HINTE) HNZERIFFHRmT. SAMITZ{To/cEFITT, S50CT4,000NWZBR
Tool (Special Order with Oil Hole) BDMIHOIEET U, FIctTHBEREICKDMAICEDNHTVZDIE, KETIE.
WEINE S50C WHIMDMERDR. BRER T IRDEANAZT TEOERERSD. BETIE
Work Material TEZOODORACEREZEHTNDELHERLET, SAMIT TR, REL
LA ¢7.4x23mm(Lh) THREERY LT, KDEENBIIHRRHRE T,
RUZTEE | 18mm@3DIUED) e 000 P A e Shraiey sty Soeine apocs oo sesman
Tapping Length (Blind) be caused by the low-speed operation creating
YIYRE 10~40m/min s?bitantiall Lesistantr:]e ar|1d acctzle;ates the Wﬁar
f -~ of the tool during the plastic deformation that
Ta\p'plng Speed occurs due to the low ?emperature of the work
1 CC = abixiin material. At high speeds, the heat generated by
HIHlHE MQL 50cc/h(Z= R ~AEREER)
Coolant (Internally-fed mist coolant) the toorl] itself accelerates tlhe wear. Misbt-t?pging
s — ~ ) Sy~ can achieve an economical operation inding
ﬁ!ﬁfﬁzﬁ *H%:ﬁ;ziém;cfignggenter an ideal cutting speed. ’
EIEIRE 7JI]I/"'Q§51 Tapping Holes
Tapping Speed 0 1,900 2,q00 3,900 4,900 5,900 (Holes)
i 2,5007% (Holes) ] EEFEK Large Wear
10m/min e
3,0007R (Holes) ) BEFEX Large Wear
20m/min 4,5007 (Holes) EEFEK Large Wear
4,3757 (Holes) GP-OUT
—
30m/min %/ FULHK Large Rubbing Noise
3,3557 (Holes) | J GP-OUT
. 1,60677 (Holes) GP-OUT
40m/min
8127 (Holes) GP-OUT




|| AoRTiER Dimensions New Sizes
XINT#—=I— EEi&E9vT m —

S-XPF
o HE VAV AN 7 4
Tool Material HSS-Co Type 1 Type 2
O RELE vVa—-5427J & g RS 8
Surface Treatment V coating
e = S OR = 4
- L | L |
nuwﬁﬁ . M B :mm  Unit:mm
MR (MRt SR |GUS0Re | ETORE | vruoR | VTS 20RB Y OBRE ko7 | fEE | AR
TAP Limit Lc L 2 en Ds 2 kL K Type Stock (Yen)
8322009|M 3 x0.5 | RH5 | 2P 46 9 18 4 6 3.2 1 B 2,710
%8322033 M 4 x0.7 RHB 2P 52 10 20 5 7 45 1 B 2,780
8322045|M 5 X 0.8 2P 60 11 22 55 7 4.5 1 B 2,940
8322057/ M 6 X1 2P 62 10 24 6 7 4.5 1 B 3,110
8322077/ M 8 X 1.25 2P 70 12 - 6.2 8 5 2 B 4,170
8322091 M 8 X 1 RH7 2P 70 12 = 6.2 8 5 2 B 4,710
8322109/ M 10 X 1.5 2P 75 15 — 7 8 55 2 B 5,080
8322123 M 10 X 1.25 2P 75 15 = 7 8 515 2 B 5,080
8322135/ M 10 X 1 2P 75 15 - 7 8 55 2 B 5,640
8322147/ M 12 X 1.75 | RH8 | 2P 82 17 = 85 9 6.5 2 B 7,700
8322161/ M 12 X 1.6 2P 82 17 - 85 9 6.5 2 B 7,700
8322177/ M 12 X 1.25 | RH7 | 2P 82 17 = 8.5 €l 6.5 2 B 7,700
8322195/ M 12 X 1 2P 82 17 — 85 9 6.5 2 B 9,740
8322227/ M 14 X 1.5 RH9 2P 88 20 = 10.5 11 8 2 B | 12,000
8322255/ M 16 X 1.5 2P 95 20 — 12.5 13 10 2 B | 15000
1LREERML 3 2fkoh CHLEILD 2y THIEEETT, B =% EM B = Standard stock item.
AREOLOFEEGRHBELF—TIH AER18umE 1. The recommended tap limit corresponds to JIS class 2 internal thread standards.
BoTHUET, Upper limit of pitch diameter tolerance is same as RH limit, but tolerance is 18 um .
2. By THEEIIHDNRUREERIETIEDTIEHUEEA, 2. TAP Limit does not guarantee thread limit for the internal thread after tapping.
3. BftZEDORS 2P=B 3. 4c:2P=B

SHHERITRAVSDE TSV, JEOEESng -t (AL VNS RIS 1 3L E ST { ok 3 1

CEREN Sl N GEE LIS EV R @ I CRDI U ETC Ml  Taps with different diameters, lengths, precisions, and with oil holes may be specially ordered.

-, J ina- -
ER7U-IKBE R Icsr 3 BERDBE YWD Shoineiee nater-soubie cooant

RT TiINI—F<vY=a—0-L¥yJ
TiN Coating NU-ROLL

Hmsyv)

Thread-rolling Tap

RS o

Cutting Tap

WDS-3D/5DFTO-5D « FT-GDN - VPH-GDS

20 25 30 35 a0 (HRC)
#WEI# T8 Hardness of Work Material
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WDS-3D/5D

FAREmEY/ VY RRUIL

New Flute Form Solid Carbide Drill

A—I ZI—BEHTVEL KU)bo B

AR EHI—NMEACEEREREFMZMILLE T,
0SG's latest drill without an oil hole. Using a new flute shape and a new
coating material, it achieves both high efficiency and long tool life.

FTO-5D

SANGIERBEFH FTORUIL (BDYAD)
Carbide New FTO Drill with Internal Coolant Supply (5D Type)
AR EFI— NMEADBBERITERU)L.
ASZAMER - THAMA L - ZEMIZRRELE T,

Low thrust, enhanced durability, and stable drilling have been achieved
through the adoption of a new point form and a new coating!

FT-GDN

—iEMTRBERVIL(ZF+7LHE)

Carbide Medium For General Application
SUAMTRIEBICEVARY A TRV,

HEIMONT. (SR, (28 (CRBEEERUILTT,
These carbide drills are tough and withstand chipping, and are ideal for
drilling hard-tocut materials and in low-rigidity machines and lathes.

VPH-GDS |

REMAVPI—ILERUIL
VP-GOLD DRILL for Hardened Steels
SHRMERINAC AR,

BWVWIANNNT IV AZRELF T,

Excellent cost-performance is achieved through the use of high-quality
powdered HSS.

B :mm  Unit:mm

fRE g~ B
TAP Limit N 0 ) ) D )
2.76 VAN 8632276 | 8580276 | 8608276
8322009 M 3 x0.5 | RH5 276 ~ 281 2.78 A 8632278 | 8580278 | 8608278
2.8 A 8632280 | 8580280 | 8599028
3.66 A 8632366 | 8580366 | 8608366
8322033 |M 4 x0.7 365 ~ 3.7 3.68 [ J 8632368 | 8580368 | 8608368
RH6 3.7 A 8632370 A 8599037
4.6 A A 8580460 | 8599046
8322045 M 5 x0.8 459 ~ 466 4.62 A 8632462 | 8580462 | 8608462
4.64 [ 8632464 AN 8608464
55 [ 8632550 | 8580550 | 8599055
8322057 |M 6 X1 548 ~ b5.57 5.52 A 8632552 | 8580552 | 8608552
5.54 [ J 8632554 | 8580554 | 8608554
7.36 AN 8632736 | 8580736 AN
8322077 |M 8 x1.25 734 ~ 741 7.38 [ ) 8632738 | 8580738 yaN
7.4 A 8632740 | 8580740 | 8599074
7.5 [ J 8632750 | 8580750 | 8599075
8322091 M 8 X1 748 ~ 757 7.52 AN 8632752 | 8580752 AN
RH7 7.54 VAN 8632754 | 8580754 VAN
9.2 AN 8632920 | 8580920 | 8599092
8322109 M 10 X 1.5 9.18 ~ 9.28 9.24 A 8632924 | 8580924 A
9.26 (] 8632926 | 8580926 A
9.36 VAN 8632936 | 8580936 VAN
8322123 |[M 10 x 1.25 9.34 ~ 941 9.38 [ J 8632938 | 8580938 A
9.4 A 8632940 | 8580940 | 8599094
9.5 A 8632950 | 8580950 | 8599095
8322135 M 10 X 1 948 ~ 957 9.52 VAN 8632952 | 8580952 yaN
9.54 AN 8632954 | 8580954 AN
8322147 M 12 X 1.75 | RH8 11.05 ~ 11.15 11.1 [ 8633110 | 8581110 | 8599111
11.2 A 8633120 | 8581120 | 8599112
8322161 |[M 12 X 1.6 11.18 ~ 11.28 11.22 VAN 8633122 | 8581122 VAN
11.24 [ J 8633124 | 8581124 A
RH7 11.36 A 8633136 | 8581136 AN
8322177 (M 12 X 1.25 11.34 ~ 1141 11.38 [ J 8633138 | 8581138 AN
11.4 A 8633140 | 8581140 | 8599114
8322195 M12 X 1 1148 ~ 11.57 11.5 VaN 8633150 | 8581150 | 8599115
13.25 A 8633325 A A
8322227 |M 14 X 1.5 . 1321 ~ 13.3 :ggs ~ ggggggg ~ 8599133
. ZAN AN N
8322255 M 16 X 1.6 1521 ~ 163 153 A 8633530 A 8599153

@=REA(LHEEZTHVOEHETEW)
A=FEMS (HHEEETHOEDET W)

@ = Standard product. (Please contact our sales staff for more information.)

A= 0n special order. (Please contact our sales staff for more information.)
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|| EAEDA b nsructor

R#EO BWAO Ideal O Good O
I8l - 1TH 0 BED_EWDIRRER. (ERIEES v TEARRICHT
Bl
HHHIMES e F THRRTEL.
Wit iz Tg;r{ ;TSL?E q NS-30/50 0-5D D B) D Check the forming condition in the same way as for conventional thread-rolling taps.
PR 7RI, TIN-NRT. VP-NRTEE—TF7UhiER
i ~ HEX T,
Mégmﬁ%g?goﬁtgfé&s csod% [Eael © © @ @ O The same hole diameter size for TIN-NRT and VP-NRT can be utilized.
— E YIHREE. EEEORVKEETIEESEAL (.
Higlﬁ‘aﬁ')oﬁl‘steels €2045% |15~30 @ © @ @ O ;F7J</ '&E]ﬁﬂ@ﬁﬂi’é?ﬁ"}é‘ b%?c
Highly lubricating water soluble coolant or non-water soluble coolant is
sl N recommended for the coo!fant.
wbsess | M 158800 O | O | O] O | O [ A, RLY . A0S 5D ERALT
E -F_‘.rb\o
Hardéned‘ Steels 25~35HRC | 5~20 @ @ @ ©*2 @ Select the machine and the holder with sufficient rigidity.
H D—J ORI - F v v JORIMEFICKOTIE
O e sc 15~400 O | O | O | O | O RUEEIDVEDNSDET,
Cutting conditions may change depending on the strength of the work
257U - *1 _ _ _ material, machines, and toolholders.
Stamees Seels | 8| 5715 O O [ BHER SNz RUOWLIER. BNAs %
?%DTL :I*(Lt‘;big-o (E /:R)
Coﬁﬂer Cu 10~30 © - O - - The formed thread has a small slit at the crest (See photo).
amn o | 880 10630 O | O | O | O | ©
ILS= P
A Aoy i | Acaoe 20~400 © | — | O | — | —
Zincﬁklﬁﬁﬁﬁg ZDG 10~30 © - O - -
A COYHIRGEERI IER7Y—KEEYERR A ERTSIEE0DHNDTY, Note: The indicated speeds and feeds are for tapping with chlorine-free water
¥ 1 ATV LA T O#EIM SOV TIFEX-SUSY =X, NEXUSY U—X% soluble coolant.
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T442- 8543 FHEL)||HAT 4~ FE3-22 B(0533)82-1111  FAX(0533)82-1131
REPE LR

T143-0025 RREIBAHARXEBA3-25-4 B(03)5709-4501 FAX(03)5709-4515
i

T465-0058 AHETREREMI-9  B(052)703-6131 FAX(052)703-7775
PSR

T550-0013 KBRTEEX HiAT2-18-2 2 (06)6538-3880 FAX(06)6538-3879
B B(0144)31-6080 % 3 ©(029)354-7017 Kk FBR = (06)6747-7041
i & =(022)390-9701 ¥ T o(03)5709-4501 BF FH =(078)927-8212
HESOHO 23 (018)896-1421 & & 2(046)296-1380 [ U 2 (086)241-0411
B I &(024)991-7485 # [ o(054)283-6651 M [E 7 (087)868-4003
% 8 B(025)286-9503 E # @(053)461-1121 |5 & = (082)507-1227
+ H ©(0268)28-7381 £ Il &(0533)92-1501 Hx M =(092)504-1211
R 5 ©(0266)58-0152 R 1 T (0566)77-2366  HAMSOHO 2 (093)474-5485
£ (0270)40-5855 &HE B (052)703-6131 #EASOHO & (096) 331-3570
FEHE 2(028)651-2720 I B & (058)259-6055 REFGSTZ (03)5709-4501
NEF B(042)645-5406 % iR o(076)268-0830 HEBGSTS (052)703-6131
JII O ©(048)294-3951 I i o (077)553-2012 FEERGST & (06) 6538-3880
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9:00~12:00,13:00~17:00 + R %8 £k <

[332=7-v3vFAX]0533-82-1134 hp-info@osg.co.jp

0SG E-mail {2380 Eiiseamiat b

E-mail CHR#FEREHBEITLE T,
AEZOF https://www.osg.co.jp/support/club/index.php
(Z DD K IE---) E-mail:cs-info@osg.co.jp

| IR—LiX— http://www.osg.co.jp/ |

AR\ sAETEDS SRR

% : For Stainless Steel to Zinc Alloy Casting on the above, use EX-SUS and
NEXUS drill series.
*1 For stainless steel, use non-water soluble coolant.
*2 FT-GDN Hole Depth: For 4D-5D, the selection criteriais " () ".
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OLEEEATARE MBI IEBRIHINT. L OREE RERIIRELLS. BHIEAEPILT
FHN—RIEASHZ-REHEEEAL TN, TEW,

OINTURF TEOEHNTTEL, OTEIRFEMALVTTE,

OKFTERF TEhORNTTE, O IANCTEDTHERBET> T,

@ TEDEINBRY BL LS /6EAEFIELTTEN,

&Safe use of cutting tools

@Use safety cover, safety glasses and safety @Stop cutting operation immediately if you hear
shoes during operation. any strange cutting sounds.

@Do not touch cutting edges with bare hands.  @Do not modify tools.

@Do not touch cutting chips with bare hands. Chips @Please use correct tools for the operation.Check

dimensions to ensure proper selection.

will be hot after cutting.
@Stop cutting when the tool becomes dull.

QHRIIOVTIE, BIIHIR %EZIT-THYETOT, FEELEXHEZOT
BEAREEETII5E6/HYET,
@ Tool specifications subject to change without notice
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