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1. IERBEE—RFZM THSRRE, RIBEBREUNREmHE. 1. These recommendations are general, and may be altered depending on tapping conditions.
2. (E AR B RO N T AR SR/, B0 TERSEATIR A, A /R ANA B4, 2 Oversized taps are appropriate when a standard tap produces a thread that is too small, or when
477 tapping before plating
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3. ZEREMTHRBINREE. 3. Always check the required thread limit for the internal thread.
s B A SRR 5 Tapping depth mincs chamie langth 4 afcie tapped eod ngth

6. LR LAIMYLLHEEEA R OSGRIBSE, 6. For other special-purpose taps, contact your nearest agent or distributor. 478
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FOR STAINLESS STEELS (WITH WATER SOLUBLE COOLANT TYPE)

SCIMsE FRZK A BEAU I TR SRR,

Able to tap stainless steel with water soluble coolant.
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8320608 | M2 X 0.4 STD | OH1 40 4 16 3 - 1 3
8320611 M2.5 X 0.45 44 4.5 16 3 - 1 3
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8320679 M24 X 3 STD | OH4 120 30 66 19 = 2 233
8320680 STD+1| OH5 120 30 66 19 — 2 235 TR
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MZETRERIK - 1EEBIU/5EBR T tk, DRVSiE£% P.963,

1 HEERE REGINT2HRARNAVLERIEFREE. (2RRP817)
2. SRS E T REBARIE IR ATRE
3. TIEMAIES % P.958,

KEER, WREAHATIRENRE, BRRSFERIRSY AR,

Ml Please see p.963 for length of external center and shank square length £k and width DRVS.

1. The recommended TAP Limit corresponds to JIS class 2 internal thread
standard. (see p.817)

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

3. Cutting fluid and Paste : Please refer to p.958.

% Stable feed control machines are recommended to avoid over size tapping.
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[[J=Stocked by specific distributors. Contact us for price & availability. ‘
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between the tool and the work material, and result in chipping of the taps.

P.531 - P.532 - P.533 S-XPF - LT-S-XPF - OIL-S-XPF
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Aluminum Alloy Casting
Zinc Alloy Casting
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measures against the problem of enlarged internal threads.
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1. 5= WH55-OT fOEERETELESHE, MESEERTHE. 1.Make sure té; sdelectthe correct cutting speed and cutting fluids. Tapping paste is not
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3. FARLNER BB HINMSS, SR OBIA & REBRFAIRE,  5.The WHss.OF s designed for maching use only. Tapping by hand wil cause chips 0 getstuck 82



