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Newly expanded taper pipe tap lineup to help you
achieve the perfect thread with no galling!

"EMEREEIRY, BiRE TR N T HTI=FA9IRs:?
ATENZEFRIFTER, HINEINT AR R,

HEPIESEER,
AFRINSELEL.

Manufacturers have demanded for “a reliable tap for taper pipe threads free of galling.”
We have answered such a calling with the new A-Tap series taper pipe tap lineup.

B AERLMEES A Z25EEINT SS400

The images below features a comparison of hole quality between a conventional
taper pipe tap and the A-Tap series taper pipe tap in SS400.
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Image to process taper pipe thread in S$S400 material

W fRICHpSE

Guide for Icons

n *Z]‘ﬁ Tool Materials %Bﬁ% Helix Angle

oM HREIEN RN cRuigee

Powder Metallurgy HSS (CPM) 45 Helix angle of flute for taps

HSSE TR

High Vanadium HSS

tﬂﬁu%{tr Cutting Conditions
SPEED RIS ERFTERES

Indicates page number for cutting conditions

ZEEARME surface Treatment

mm ViRE
v (EEZERE)
V (Composite multi-layered) Coating

*ﬁgB Shank
NI rmepiee

h7 Tolerance for Shank Diameter




t)J %’U %{E—I-E;Ei% Cutting Conditions

B A-SFT- A-LT-SFT- A-OIL-SFT (~ M24. 2.5P)

IEIEERE (m/min) Cutting Speed 0 10 20 30 40 50 60 70
High Carbon Steel
aEix
E:oy Steel M 5-10 15-30
— RIS FEN o0®
MildeteeI 55400 5-20
BN SUS304 :

Stairllll'ess Steel SUS420 m 1923
P AC ;
Aluminum ADC 5-50
BREFEH B
Ductile Cast Iron FCD 5-50
HA-SFT (~ M24. EJEIsER1.5P « 1P shortchamter) * A-SFT HL+ A-LT-SFT HL

BIHEIERE (m/min) Cutting Speed 0 10 20 30 40 50 60 70
Kﬁéat'?nﬁc";%fnmm S45C 3-15 15-30
High Carbon Steel
=5 ®)

E:oy Steel SCM 3-8

— AR ISR 20®

MiIdXSteeI 55400 3-20

N SUS304 3-8 ®

Stainless Steel SUS420

¢ AC -
AlI:LIJminum ADC 3-30
BREEEEE -

Ductile Cast Iron FCD 3-15
B A-SFT (M27 ~, 2.5P) - A-SFT(U) -A-SPT(G)

BDHEIEEE (m/min) Cutting Speed (I) 1|0 2|0 3|0 4|0 5|0 6|0 7|0
= - SRR
mz?]uér;\rgg:‘b&geslteel S45C m 8-15
BEiN
ﬂoy Sl SCM XN 8-15
— AR ISR _15®
MildeteeI 55400 3-15
TN SUS304 8
Stainless Steel SUS420
i AC i
All:\ljminum ADC 3-20
BREFEE -

Ductile Cast Iron FCD 3-15
. A-SFT- A-LT-SFT (%Bmﬂ End MiIIShank)

YEERE (m/min) Cutting Speed (I) 1|0 2|O 3|0 4|0 5|O 6|0 7|0
o s 5-15 15-50 50-75
High Carbon Steel
=)
moy Sl SCM 5-10 gl 15-30
— RS RN 0™
MiIdZSteeI 55400 5-20
T SUS304 :

Stainless Steel SUS420 m 1015

¢ AC

All:tl.lminum ADC 5-50

BREEHETL

Ductile Cast Iron FCD 575
TR AIINTSEE
Advisable Possible




E%ﬁﬁ*%é%& ﬁ*ﬁﬂ Spiral Fluted Tap with Long Shank

A-LT-SFT

FrinSa s = B 14—
,—_M 2
= M (tc) 2.5P =
Chamfer Length
= A-SFTAZRIRMRERm
The entire lineup of A-SFT is without external center on the screw side.
om N SFPEE:I?
ﬂ-’%?ﬁﬂ]% M BAf7:mm  Unit:mm
BwS ‘ R BERR | BE | oK |BeBkE| @K | me | En |EERLE Eg
EDP No. Thread Size Grade TAP Limit L 2 en Ds Flutes drill hole dia, Stock
8326202 | M2 X04 X 80| STD OH1.5 80 3.2 10 3 2 1.6
8326201 | M2 X0.25 X 80| STD OH1 80 3.2 10 3 2 1.75
8326204 | M2.2 X0.45 X 80| STD OH2 80 3.6 1 3 2 1.75
8326203 | M2.2 X0.25 X 80| STD OH1 80 3.6 1 3 2 1.95
8326205 | M2.3 X04 X 80| STD OH1.5 80 3.6 12 3 2 1.9
8326207 | M2.5 X0.45 X 80| STD OH2 80 3.6 13 3 2 2.05
8326206 | M2.5 X0.35 X 80| STD OH1.5 80 3.6 13 3 2 2.15
8326208 | M2.6 X0.45 X 80| STD OH2 80 3.6 13 3 2 2.15
8326210 | M3 X0.5 X100| STD OH2 100 4 19 4 3 25
8326209 | M3 X0.35 X100| STD OH2 100 4 19 4 3 2.65
8326212 | M3.5 X0.6 X100| STD OH2 100 4.8 19 4 3 29
8326211 | M3.5 X0.35 X100 | STD OH2 100 4.8 19 4 3 3.15
8326214 |M4 X0.7 X100| STD OH3 100 5.6 21 5 3 33 O
8326213 [M4 X0.5 X100| STD OH2 100 5.6 21 5 3 3.5
8326216 | M4.5 X0.75 X100 | STD OH2 100 6 21 5 3 3.8
8326215 | M4.5 X0.5 X100| STD OH2 100 6 21 5 3 4
8326218 |M5 X0.8 X100| STD OH3 100 6.4 24 55 3 4.2
8326217 |[M5 X0.5 X100| STD OH2 100 6.4 24 5.5 3 4.5
8326219 | M5.5 X0.5 X100| STD OH2 100 7.2 25 55 3 5
8326222 X100 100
TR M6 X1 o STD OH3 - 8 29 6 3 5
8326220 X100 100
8326221 M6 X0.75 X150 STD OH2 7150 8 29 6 3 53
8326226 X100 100
EVIOh M7 X1 D STD OH3 7150 12 33 6.2 3 6




B :mm Unit:mm

Gl R BEmR | BE | oK |BoSKE @K | @me | g |BERLE g
EDP No. Thread Size Grade TAP Limit L 2 en Ds Flutes drilhole dia. Stock
8326224 X100 100
M7 X0.75 STD OH2 9 33 6.2 3 6.3
8326225 X150 150
8326232 X100 100
M8 X1.25 STD OH3 15 37 6.2 3 6.8
8326233 X150 150
8326230 X100 100
M8 X1 STD OH3 12 37 6.2 3 7
8326231 X150 150
8326228 X100 100
M8 X0.75 STD OH3 12 37 6.2 3 7.3
8326229 X150 150
8326238 X100 100
—— M9 X1.25 STD OH3 15 38 7 3 7.8
8326239 X150 150 8
8326236 X100 100 g
M9 X1 STD OH3 12 38 7 3 8 =
8326237 X150 150 3
8326234 X100 100 &
M9 X0.75 STD OH3 12 38 7 3 8.3 N
8326235 X150 150 L
ﬂ
8326246 100 100 2
M10 X 1.5 STD OH3 18 41 7 3 8.5 O
8326247 X150 150
8326244 X100 100
M10 X1.25 STD OH3 15 41 7 3 8.8
8326245 150 150
8326242 X100 100
M10 X1 STD OH3 15 41 7 3 9
8326243 X150 150
8326240 X100 100
M10 X0.75 STD OH3 15 41 7 3 9.3
8326241 X150 150
8326252 X100 100
M11 X1.5 STD OH3 18 48 8 3 9.5
8326253 X150 150
8326292 X100 100
M11 X1.25 STD OH3 15 48 8 3 9.8
8326293 X150 150
8326250 X100 100
M11 X1 STD OH3 15 48 8 3 10
8326251 X150 150
8326248 X100 100
M11 X0.75 STD OH3 15 48 8 3 10.3
8326249 X150 150
BiRICHEIE S p.2, W See p.2 for explanation of marks.
WIRERIU A SRR tk, KiE& M p.56. W See p.56 for shank square length(2k) and width (K).
1. 8BEE ERYT2RRIBLSUENALERETTREE. 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2. LHIBERERIERIRSUEE. 2. Tap limit does not guarantee thread limit for the internal thread after tapping.
3. (EAFHATIRERIVKAT, ATRESRENIRSY KRR, BEYWER. 3. Stable feed control machines are recommended to avoid over size tapping.

4. TNHEFBIRE.

5. #EEFRAZNIRIS2HRA. (BRIBJIS MRBRIRIEN)

JIS HUEPIRBERNIRIRKURILZ (N SE,

4.Regrinding is not recommended.
5.The recommended tap limit corresponds to JIS class 2 internal thread standard.
The recommended drill hole size that are not listed on JIS is as reference.

| NEXT )2
®



E%ﬁﬁ*%é%& ﬁ*ﬁﬂ Spiral Fluted Tap with Long Shank

A-LT-SFT

RS ] e
,—_M 2
2

= IR (Ec) 2.5P n
Chamfer Length

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

N AN SPEED
oM T Ny @

R%&*q:l% M Bf7:mm Unit:mm
Bws ‘ RY BERR | BE | oK |BeBkE| @WK | me | En |EERLE Eg
EDP No. Thread Size Grade TAP Limit L 2 2n Ds Flutes drill hole dia. Stock

8326260 X100 100

M12 X1.75 STD OH4 ——— 21 48 8.5 3 10.3
8326261 X150 150
8326258 X100 100

M12 X1.5 STD OH3 18 48 8.5 3 10.5
8326259 X150 150
8326256 X100 100

M12 X1.25 STD OH3 —— 18 48 8.5 3 10.8
8326257 X150 150
8326254 X100 100

M12 X1 STD OH3 ——— 18 48 8.5 3 11
8326255 X150 150
8326265 | M14 X2 X150 STD OH4 150 24 50 10.5 3 12
8326264 | M14 X1.5 X150 STD OH3 150 18 50 10.5 3 12.5
8326263 | M14 X1.25 X150 STD OH3 150 18 50 10.5 3 12.8
8326262 | M14 X1 X150 STD OH3 150 18 50 10.5 3 13, o
8326267 | M15 X1.5 X150 STD OH3 150 18 52 10.5 3 13.5
8326266 | M15 X1 X150 STD OH3 150 18 52 10.5 3 14
8326270 X150 150

M16 X2 STD OH4 —— 24 56 12.5 3 14
8326271 X200 200
8326269 | M16 X1.5 X150 STD OH3 150 18 56 12.5 3 14.5
8326268 | M16 X1 X150 STD OH3 150 18 56 12.5 3 15
8326273 | M17 X1.5 X150 STD OH3 150 18 58 13 3 15.5
8326272 | M17 X1 X150 STD OH3 150 18 58 13 3 16
8326277 | M18 X2.5 X150 STD OH5 150 30 64 14 4 3’5
8326276 | M18 X2 X150 STD OH4 150 24 64 14 4 16
8326275 | M18 X1.5 X150 STD OH4 150 24 64 14 4 16.5
8326274 | M18 X1 X150 STD OH3 150 24 64 14 4 17




I T 2R (%2 EBiREIAIRZNE)

Points of tapping (effect of attachment runout)

Pz BiRaDEE A E NN L,

Stable tapping can be ensured by controlling the attachment runout.

FHRATER T .fﬁ%ﬁﬂﬁﬁ]'—ﬁ%ﬁ Attachment runout and number of holes
Tool A-LT-SFT M2X0.4X80
InIrs%t S45C %45 (FL) Number of Holes
Work Material 0 20 40 60 80 100 120
I (mm) | | | | ] I
Cutting Sxpeed 15m/min (2,400min")
AL = 0.04 RE
DriIIin:gEHoIe Size 1.6mm [ Still Running
WELKE .
TappinEgah 3mm (1.5D) g
TEBHE ¢
Overhang Length 60mm 0.15=
TIRH FTEEMEIEHF (101%)
Coolant Water-Soluble Chlorine-Free (10%)
{EFEALARE SZRHINTAHD SRR R —
; . . ° ETIARIREIEA0mm BTmNERT.
Maching Vertical Machining Center The aﬁachment runout is the value measured at a point about 40mm away from the end face of the holder.

Bfz:mm  Unit:mm

T»?iﬁﬁ%f_iiﬁ Spiral Fluted Tap

Gl RY BEWR | BE | K |BuBkE @K | we | mng |(BERE B
EDP No. Thread Size Grade TAP Limit L ) 2n Ds Flutes T olets Stock
8326281 X150 150
M20 X2.5 STD OH5 30 70 15 4 17.5

8326282 X200 200

8326280 | M20 X2 X150 STD OH4 150 24 70 15 4 18

8326279 | M20 X1.5 X150 STD OH4 150 24 70 15 4 18.5

8326278 | M20 X1 X150 STD OH3 150 24 70 15 4 19

8326286 | M22 X2.5 X150 STD OH5 150 30 76 17 4 19.5

8326285 | M22 X2 X150 STD OH4 150 24 76 17 4 20 o

8326284 | M22 X1.5 X150 STD OH4 150 24 76 17 4 20.5

8326283 | M22 X1 X150 STD OH3 150 24 76 17 4 21

8326290 X150 150

M24 X3 STD OH5 36 83 19 4 21

8326291 X200 200

8326289 | M24 X2 X150 STD OH4 150 24 83 19 4 22

8326288 | M24 X1.5 X150 STD OH4 150 24 83 19 4 22.5

8326287 | M24 X1 X150 STD OH3 150 24 83 19 4 23
BiRICHGBIES .2, B See p.2 for explanation of marks.
WiEEBIY 5 ERR Y ¢k, KiB& W p.56. M See p.56 for shank square length(2k) and width (K).
1 BERE ERAT2RABSUERLEEFREE. 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2. LHEFEE BRI RIRSUEE. 2. Tap limit does not guarantee thread limit for the internal thread after tapping.
3. EFABATIRENNMES, TRASRENBLY ANE™A, BSHER. 3. Stable feed control machines are recommended to avoid over size tapping.
4. REZBRE, 4.Regrinding is not recommended.
5. EFRARAIBIS2RA. (BRIBJIS MIGLEHIMIZLR) 5. The recommended tap limit corresponds to JIS class 2 internal thread standard.

JIS g B IMIZLURFLIR (Ut S %, The recommended drill hole size that are not listed on JIS is as reference.



DIN %m*% DIN STANDARD

A-LT-SFT

°
Ay == Type 1 =1 —0 77@1
RN IS
L |
°
Type2 — I —— —_ — @ —
o
L
= {IHIH#E2.5P
Chamfer Length
on N SFPEE:I?
ﬂ%ié)‘(ﬂl% M BAf7:mm  Unit:mm
BmsS RY BE FRAtE | 2K 1B0EKE| BOEKEAIK | 1012 |UAHMRY| #5 |REE | EF
EDP No. Thread Size TAP Limit Din L | I d a z Type Stock
48208125 | M2X0.4 DIN371 80 3.2 10 2.8 2.1 2 1
48208133 | M2.5X0.45 DIN371 100 3.6 13 2.8 2.1 2 1
48208138 | M3X0.5 DIN371 100 4 18 35 2.7 3 1
48208144 | M4X0.7 DIN371 125 5.6 21 45 34 3 1
48208149 | M5X0.8 DIN371 160 6.4 25 49 3 1
48208155 | M6X1 DIN371 160 8 30 4.9 3 1
48208161 | M8X1.25 6HX DIN371 180 10 35 6.2 3 1 O
48208169 | M10X1.5 DIN371 200 12 39 10 8 3 1
48209179 | M12X1.75 DIN376 200 14 - 7 3 2
48209191 | M14X2 DIN376 200 16 - 11 9 3 2
48209202 | M16X2 DIN376 200 16 - 12 9 3 2
48209214 | M18X2.5 DIN376 200 25 - 14 11 4 2
48209228 | M20X2.5 DIN376 200 25 - 16 12 4 2
BiRiCHNRBEIESEp.2. m See p.2 for explanation of marks.
1. LR ERERIERNBRSUEE. 1. Tap limit does not guarantee thread limit for the internal thread after tapping.
2. EAATRERNINRS, STRESREMBRLY ARER, BSLER. 2. Stable feed control machines are recommended to avoid over size tapping.

3. NEFHME.

3.Regrinding is not recommended.
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