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




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%BE*%&%& (%&%‘:E%ZI I ﬁﬁ%gyﬂ) Spiral Fluted Tap (Taper Pipe Thread)

A-TPT
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Chamfer Length
HSE N e SF'EEE?

%&flﬁ% : PT( RC) BA{7:mm Unit:mm
RS ‘ R mE | ek |ewxe | @k (seeaE| we | oEm | BEERAR| Ege
EDP No. Thread Size TAP Limit L [} 2n g Ds Flutes Commenge Stock

8327651 | PT Vs - 28 JIS2 920 18 36 10.1 8 3 *
8327652 | PT Vs - 28 JIS2 90 19 37 13 8 3 *
8327653 | PT V4 - 19 JIS2 100 28 49 21 1 3 *
8327654 | PT 3/3 - 19 JIS2 100 28 50 21 14 4 * O
8327655 | PT 1> - 14 JIS2 125 35 60 25 18 4 *
8327657 | PT 3/ - 14 JIS2 140 35 74 25 23 4 *
8327659 | PT 1 -1 JIS2 160 45 80 32 26 4 *

ﬁ%gyﬂl%‘é : NPT BAfZ:mm  Unit:mm
BmS R BE | oK | BOBKE | BK | EEEGE| mE | mn | BEERLE | Ee
EDP No. Thread Size TAP Limit L 2 en eg Ds Flutes drill hole dia. Stock

8327671 Yie- 27 NPT | ANSIG| 90 18 36 12 8 3 *
8327672 Vs - 27 NPT | ANSIG| 90 19 37 12.1 8 B *
8327673 V4 -18 NPT | ANSIG| 100 28 49 17.4 1 3 *
8327674 38- 18 NPT | ANSIG| 100 28 50 17.6 14 4 * O
8327675 - 14 NPT | ANSIG| 125 35 60 229 18 4 *
8327677 - 14 NPT | ANSIG| 140 35 74 229 23 4 *
8327679 | 1 - 11 % NPT | ANSIG| 160 45 80 274 26 4 *

ﬁ%gyﬁp% . RC B :mm Unit:mm
AR R BE | oK | BoBKE | K (BEENE| me | mn | BERAE | g
EDP No. Thread Size TAPLimit | L 2 en 2g Ds Flutes e Stock

8327721 | Rc  Yie - 28 = 90 14 36 10.1 8 3 *
8327722 | Rc Vs - 28 - 90 15 37 10.1 8 3 *
8327723 | Rc  Va - 19 - 100 19 49 15 1 3 *
8327724 | Rc 38 - 19 - 100 21 50 154 14 4 * O
8327725 | Rc V2 - 14 - 125 26 60 20.5 18 4 *
8327727 | Rc 34 - 14 - 140 28 74 21.8 23 4 *
8327729 | Rc 1 -1 - 160 33 80 26 26 4 *

BiRiCHNRBEIESEp.2. B See p.2 for explanation of marks.

WiFERINAEBR T tk, K2 p.56. W See p.56 for shank square length(2k) and width (K).

* HERARIBESEp.60. % Please see p.60 for recommended drill hole dia.

1. 4R E R RERIEMIRSUBE. 1. Tap limit does not guarantee thread limit for the internal thread after tapping.

2 (EFAH AT RERINIMAT, TSR ENIRLY KRR, BEUER. 2. Stable feed control machines are recommended to avoid over size tapping.

S HEFHHE. 3. Regrinding is not recommended.
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DlN ;)erg DIN STANDARD

A-TPT
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Chamfer Length
on =
v P6
ﬂ-’%@(ﬂ];:"é . RC Bf7:mm Unit:mm
Ams R~ FEARHAE RIS BEEKE | BERKE | BE WSERY| E#H E=F
EDP No. Thread Size Din L | i} d a VA Stock
48212384 | RC1/8-28 | DIN5156 90 15 10.1 7 5.5 4
48212394 | RC1/4-19 | DIN5156 100 19 15 11 9 4
48212404 | RC3/8-19 | DIN5156 110 21 154 12 9 4 o
48212414 | RC1/2-14 | DIN5156 125 26 20.5 16 12 4
48212434 | RC3/4-14 | DIN5156 140 28 21.8 20 16 4
48212454 | RC1-11 DIN5156 160 33 26 25 20 4
BiRICHORBEE SR p.2, B See p.2 for explanation of marks.

1. LR R RIERIRSUEE.
2. EAHATRERNINAS, RTRESREMIBRLE AR, BSLE
3. FHEEFBRE.

ak

1. Tap limit does not guarantee thread limit for the internal thread after tapping.
2. Stable feed control machines are recommended to avoid over size tapping.
3. Regrinding is not recommended.
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