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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
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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. EJEI5ER1.5P « 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




BA-TPT-A-S-TPT- A-SPT(Rp+ NPS)

YIEIIERE (m/min) cutting Speed 9 1|0 2|0 30 4|0 SIO 60 70
R T 5-10
High Carbon Steel
A=l 280
Al:I:oy Steel SCM 25
—RHE R N "
Mild Steel 55400 =L %g
T SUS304 = Lo
Stainless Steel SUS420 pe g
= AC -
AII:LIJminum ADC 5-10
BREFEH i
Ductile Cast Iron FCD 25
B A-POT-A-LT-POT
tﬂié]'UiEfi‘ (m/min) Cutting Speed (I) 10 20 30 40 50 60 70

1
High Carbon Steel

i SCM 5-10 10-30 30-50
oy Steel

e —
Mild Steel 55400 5-15 50-75

e susmo | NESOET s
iﬁlminum ﬁgc 5-50
Suttecoin  FCD 550
B A-POT -« A-LT-POT (8£7J#BE ena min shank)
YIEBERE (m/min) cutting Speed 0 1|0 20 30 40 50 60 70

R
I 5-15 15-75
High Carbon Steel

oy Steel

;ﬁ%@ﬁﬁa'fﬂ $S400 5-15 15-50 50-75
ild Steel

AN SUS304 3
Stainless Steel SUS420 m 15-30
2 AC :
Aluminum ADC 5-50
BREBEEEL X
Ductile Cast Iron FCD 5-75
HETE AINTSEE
Advisable Possible
1. EIREBRIAFERIN LSRG TR, 1. Cutting speed should be adjusted according to the machining conditions.
2. XTI SRR E ERKBEDEIEFIRE R 2. The indicated speeds and feeds are for tapping with water-soluble oil.
3. IRIBETIEIBAFIRER, Bt feeRiETEAIMERE 3. Depending on the coolant condition, it may not show a good results.
4. BRSETIWEFRRI SIM SR JIME, SRS, (B ERMESL, 4. Although taps with end mill shank are compatible with a collet holder,
EEERINIEE, milling holder and etc., use a holder with a detent.

() Please set cutting speed carefully.



E%ﬁﬁ%é%& (:F?i-%ﬁ%éyﬁ) Spiral Fluted Tap (Parallel Pipe Thread)

A-SPT

a
MRS 2. SEE =IO
AN
e o s
2
= {JEI#E (Ic) 2.5P, 1.6P n —
Chamfer Length
psse M AN ER
v P5
RO - Rp  BBLERISE SO 1EH S¢:mm Unit:mm
BRS ‘ Rt s | ok |BmkE| mk | me | mn (BERAR| g
EDP No. Thread Size 8c L 2 en Ds Flutes drill hole dia. Stock
8327701 2.5P
Rp %e - 28 90 14 36 8 3 *
8327711 1.5P
8327702 2.5P
Rp Vs - 28 90 15 37 8 3 *
8327712 1.5P
8327703 2.5P
Rp Va - 19 100 19 49 11 3 *
8327713 1.5P
8327704 2.5P
Rp 38 - 19 100 21 50 14 4 * O
8327714 1.5P
8327705 2.5P
Rp %2 - 14 125 26 60 18 4 *
8327715 1.5P
8327707 2.5P
Rp 34 - 14 140 28 74 23 4 *
8327717 1.5P
8327709 2.5P
Rp 1 - 11 160 33 80 26 4 *
8327719 1.5P
ﬂ?\?gf(ﬂ];c"é : G Bfi:mm Unit:mm
B S R UIHIEER| BEIRR | B | 2K |EeBkE| MK | we | mn | EERAE | g
DP NO ead Size 2c Grade TAP Limit L 2 en Ds Flutes ggmmg%; Stock
8327400 | G Y6 - 28 2.5P STD OH3 90 14 36 8 3 6.7
8327401 | G VB - 28 2.5P STD OH3 90 15 32 8 3 8.7
8327402 | G Va4 - 19 2.5P STD OH3 100 19 35 11 3 11.7
8327403 |G 3/ - 19 2.5P STD OH3 100 21 44 14 4 15.2
8327404 | G L - 14 2.5P STD OH3.5 125 26 55 18 4 19 O
8327405 |G 53 - 14 2.5P STD OH3.5 125 26 60 19 4 21
8327406 | G 3/4 - 14 2.5P STD OH3.5 140 28 69 23 4 24.5
8327407 |G 78 - 14 2.5P STD OH3.5 150 29 75 24 4 28
8327408 | G 1 -11 2.5P STD OH4 160 33 80 26 4 30.5
BIRICRIIBIE SR p.2, B See p.2 for explanation of marks.
WAEERIN A EBR T tk, KiE2& ) p.56. B See p.56 for shank square length(2k) and width(K).
* HEFRARIBES*¥p.60, * Please see p.60 for recommended drill hole dia.
1EERE RESTRRIBELENAILHEETEREE. 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2. LB E A RRIENIRLUEE, 2.Tap limit does not guarantee thread limit for the internal thread after tapping.
3. EABAETIRENNMAT, TRESKERIBLY AMNEM, BESWEE. 3. Stable feed control machines are recommended to avoid over size tapping.

A FHETFHE.

4.Regrinding is not recommended.

s




BREGHSS © NPS

1982 £F, {EEISO SNE, JIS WEMIBLHE, BRURTICSHMERIET. RARLE
EREEM, AN IRCSTER.

The JIS pipe thread standard was revised in 1982 to meet ISO standards. Although
thread symbols changed, the limits were not changed. Therefore, it is still

acceptable to use taps with both new and old symbols.

(J\S B 0202-1982 )
JIS B 0203-1982

(e [RieS s
Type Old Symbol New Symbol
i 2 PR HE B AR X
Taper pipe threads for pressure-tight joints PT RC
T EEFEF 1T B R PS R
Parallel pipe threads for pressure-tight joints p
WS S AT E R PF G
Parallel pipe threads for mechanical joints

B{7:mm Unit:mm

PSS BE | &K |BaSkE | @WK | Be | mm |EERAER| &g
2c TAP Limit L 2 en Ds Flutes drill hole dia. Stock
8327691 Yie - 27 NPS 2.5P ANSI G 90 14 36 8 3 *
8327692 8 - 27 NPS 2.5P ANSI G 90 15 37 8 3 *
8327693 | V4 - 18 NPS 2.5P ANSI G 100 19 49 11 3 *
8327694 | 3/ - 18 NPS 2.5P ANSI G 100 21 50 14 4 * O
8327695 2 - 14 NPS 2.5P ANSI G 125 26 60 18 4 *
8327697 | 3/ - 14 NPS 2.5P ANSI G 140 28 74 23 4 *
8327699 | 1 - 11% NPS 2.5P ANSI G 160 33 80 26 4 *
BiRICHBEIE S p.2, B See p.2 for explanation of marks.
WSS EBR tk, KiE2 W p.56. W See p.56 for shank square length(2k) and width (K).
* EFRFLRFIBES%E p.60, * Please see p.60 for recommended drill hole dia.
1. 4R E R BRI SUEE. 1. Tap limit does not guarantee thread limit for the internal thread after tapping.
2 EFAHATIREAVIRAES, TTRESRENBEY KNEMA, FEUEE. 2. Stable feed control machines are recommended to avoid over size tapping.

3 HEFHIE.

B EEX!

Key Point

A'TAP %}Eﬁ A-Tap Pipe Taps
KIEK R SEHaT ARG LB R !

Long flute and overhang length geometry minimizes chip evacuation troubles!

- 21K IIKAIDIN Hig

« Total length : DIN standard (longer than conventional)

- 18R : LIEJIS Mg

« Shank: JIS standard (conventional)

8

3. Regrinding is not recommended.

JISHIEL K
JIS standard overall length

DIN#IE £
DIN standard overall length

!@%iﬁ';ﬂéﬁ_i%& Spiral Fluted Tap



DlN %}mﬁ% DIN STANDARD

A-SFT (A-SPT)
: g ~—1 A @\é

L
= YIBUHER2.5P
Chamfer Length
= A-SFTAZRIRIRARE R
The entire lineup of A-SFT is without external center on the screw side.
NN AN SPEED
PM v P FIE’ESD
mggzﬂ:% G BAf7:mm Unit:mm
BmsS R TR ESN BREERIK WwE |UEERY| &% EF
EDP No. Thread Size Din L | d a z Stock
48139900 | G1/8-28 DIN5156 920 20 7 5.5 3
48139000 | G1/4-19 DIN5156 100 22 11 9 3
48139100 | G3/8-19 DIN5156 100 22 12 9 4 o
48139200 | G1/2-14 DIN5156 125 25 16 12 4
48139400 | G3/4-14 DIN5156 140 28 20 16 4
48139600 | G1-11 DIN5156 160 30 25 20 4
R
Z&H
-
BiRICHRBEIESEp.2. m See p.2 for explanation of marks.
1. LB E AR RIERNRSUEE. 1. Tap limit does not guarantee thread limit for the internal thread after tapping.
2. ERHATIRENYIMAS, TRESREMNIRSY KB, BEWEE. 2. Stable feed control machines are recommended to avoid over size tapping.
3. FEFBHE. 3. Regrinding is not recommended.

posid o¢)



DlN ;)I_M:g DIN STANDARD

A-POT (A-SPT)

©
,,,,, .
L cON—T >
L
= IHIH#ERA4P
Chamfer Length
e i)
v P6
ﬁ&ﬂ]% :G EAf:mm  Unit:mm
(Gl R TR 2K | BEHKE | B | IEHRY g EF
EDP No. Thread Size Din L | d a Z Stock
48145900 | G1/8-28 DIN5156 920 20 7 55 3
48145000 | G1/4-19 DIN5156 100 22 11 9 3
48145100 | G3/8-19 DIN5156 100 22 12 9 3
48145200 | G1/2-14 DIN5156 125 25 16 12 3 ©
48145400 | G3/4-14 DIN5156 140 28 20 16 4
48145600 | G1-11 DIN5156 160 30 25 20 4
BiRiCHNRBEIESEp.2. m See p.2 for explanation of marks.
1. LHERBE R RIERIRSUEE. 1. Tap limit does not guarantee thread limit for the internal thread after tapping.

2. (FERAHATTRENTNE, TTESRENIRSY XNEM, F5wiE 2.Stable feed control machines are recommended to avoid over size tapping.
3. FEFBIRE. 3. Regrinding is not recommended.
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