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OX:with OX TiN: TiN coating V:V coating WX: WX (TiAIN) coating FX: FX (TiAIN) coating CrN: CrN coating  N: with Nitride

1. IERBEE—RFZM THSRRE, RIBEBREUNREmHE. 1. These recommendations are general, and may be altered depending on tapping conditions.

2. (E AR AR N T R A0SR, SN TERsEEiIaLat, ol INAR 224, 2 Oversized taps are appropriate when a standard tap produces a thread that is too small, or when
469 3 BTN THRESIEE tapping before plating 3. Always check the required thread limit for the internal thread.



ﬁ%ﬁiﬁﬂg}&% TAP SELECTION CHART

OREGLME OExcellent OIEFIMILLIHE

OGood :\E}L Through Hole g

IATA2%} Work Material
L Em %W "W "5 B |0 m @ O el w3 ce| 0 |EF| 38| TH| S
R
25-9530-48/46-50150~80) sys | skp | sC | FC | FoD | Cu | Bs | BsC | PB | AL |ACADC| MC | ZDC (%i%?ﬁ? f@g‘:
@ (©] (©] @) @} © ojojo|lo0o|lO0| 00| 0] O0
© | O ©| O | o ol oj]o0oj]oj]oOo| o000 0O
O] O] O| OO @) O o | O @)
O] O] O| OO @ O O e @)
O O
©) ©)
O (@) @) © (©) O | O] O] O O O o | O] O @)
O (©) (@) (@] (©) @) (@) (@) (@) O] (@) (@) (@) (@) (@)
@) o | 0| O o|loj]o0oj]oO0]O0O)0O0 0|0 0|0 O
O @} o] O O] O] 0| 0O0]|O0 O O O | O] O ©)
@) (@) O O O O (@) (@) (@)
© O O | €y O [=® (@) (@) (@)
€] (@] O
(@) (@] @}
O O
(@) @)
© o] O] 0| 0| O ©)
©) O
(@) (©) (@) (@) (@)
@ o
o O (@]
O (@]
@) @) © @) (@) (@) (@) (©) (@) @)
O (@) @) @) (@) (@) (@) (©) (@) O
©) (@) o (@] (@) (@) @) ©) @) ©)
@) (©) (©) (©)
@) (@) (©) (©)
© o O (@] ©) ©) ©) (©) ©)
o o* e o|o|o o| o o
© o* @) (@) (©) (©) (©) (©) (©)
(@) o (@) (©) (©) (©) (©) (©)
o e o|o|o o| o o
(©] (@] (©] ©) (©) ©) (©)
(@) (@) (@) (©) (@) (©) (©)
(©) (©) (©) (©) (©) (©) (@)
(©) (©)
©} O ol O] O o | O ©)
4. R E A REREMIR ARSI . 4.TAP LIMIT does not guarantee thread limit for the internal thread after tapping.
51 TGINTRY, TGRS R 1 R PO . fLid for the stainless seels 470



EATFMRETL, AFE T FEI AR EAIERE /40 ~ A5HRCAIE
BH& (Inconel 718) FMI. BAESGK, HES. RELFIRHR.

G-LisTNo. | TH1139

%\Ei Aﬁ This tap provides high performance when tapping heat resistant alloy steels which
%7 %%gﬁﬂﬁj?&m Fﬁ are used in the aerospace and chemical industries. These materials, such as nickel
FOR NICKEL ALLOY alloy (Inconel 718 etc.), have a hardness of 40 ~ 45 HRC after the process of age
™ o hardening by solution treatment.
tJJﬁU%ﬁ: Conditions | P.822
22 z
iﬁ 3 2 §
X I
]
SPECIFICATION R
CHARTS o THLGTH &,
ik m - g
RY% LF
PM
A ﬁ%iﬁﬂ@‘é . M BfZ:mm  Unitmm
o= O IERIRE S TR 2 1B EU 1R B ATk | | R Tl I oS BN ERIC S TR 2 1 BRI 1 B ATk | e | R
(=01 N (O | T-E RSP Grade | TAPLmit | 2c | LF |THLGTH| LU |DCON|NOF E&‘fﬂ"ﬁ Stock | (g) =L HN ORI TR RSP Grade |TAPLmit | @c | LF [THLGTH| LU |DCON|NOF EE‘;,""';'?' Stock | (g)
29010 |M 3 X0.5 46 118 |19 | 4 g 5 29028 |M10X1.25 STD |OH3 75124 |41 | 85 = 35
29013 |M 4X0.7 52120 (21 | 5 5 8 29030 |M10X1 75124 | 41| 85 - 36
29016 |M 5X0.8 60 | 22 |29 | 55 g 1 29032 |M12X1.75| STD |OH4 5p 82129 |43 |105 3l 55
29019 |M 6 X1 STD|OH3| 5P |62 |24 | — | 6 |3 |F |@| 14 29034 |M12X1.5 |STD |OH3 8212943105 = 56
29022 |M 8 X1.25 70 | 22 {395 7 k=) 22 29036 |M12X1.25| STD |OH4 82 129 |43 105 - 56
29024 |M 8 X1 70 | 22 [395| 7 g 22 29038 |[M12X1 STD |OH3 82129 (43105 - 57
29026 |M10X1.5 75124 |41 | 85 - 35
WEETRRK - BRI/ ERR < tk, DRVSi5&% P.963, Il Please see p.963 for length of external center and shank square length £k and width DRVS.
1. BB EESINI2RMEN L ERNEEEE, (S88P817) 1. The recommended TAP Limit corresponds to JIS class 2 internal thread
2. RS BB R IR AIRERE . standard. (see p.817) o A A
3. PIEIHRIB 2% P.958, 2.TAP Limit does not guarantee thread limit for the internal thread after tapping.
3. Cutting fluid and Paste : Please refer to p.958.
[ m?\éy*qlg&t . UIU NJ BfiZ:mm Unitmm
’gﬁ B LR s BRI A A S AR S 742 ATk e | B S | BBOURST (AN S S SR SE e (el e
(=0l HNORN [T R PZSM Grade | THPLimit | @c | LF |THILGTH| LU |DCON|NOF Eéf“":‘ Stock | (g) (=0 A N[BT CE O RS2 Grade | THPLimit | 8c | LF [THLGTH| LU |DCON|NOF Eé;mfl Stock | (g)
8317033 NO. 6 - 32UNJC 48 118 126 | 4 g 5 8317067| he - 18UNJC 70 |22 (36| 7 g 21
8317036/ NO. 6 - 40UNJF 48 |18 |26 | 4 5 6 8317070| hs - 24UNJF 70 |22 |36 | 7 22
’ 3 . o
. 8317040| NO. 8-32UNJC STD | OH2 5220215 | 8 8317076 3/s 16UNJC STD |oH3 75124 |41 85 33
szeyeey) |8317042) NO. 8-36UNIF 5p 5212021 |5 3 i) ° 8 8317082 ¥p -24UNJF 5p 75124 |41 | 85 3=l e 34
—— |8317046| NO.10- 24UNJC 60 2229 55 5 1 8317091| 7hs -14UNJC 80 | 25 | 40 | 105 - 49
FLUTELES: 8317049] N0.10- 32UNJF 60 22|29 55 8| 1 8317094/ Ths - 20UNJF 80 | 25 | 40 | 105 - 51
srseis |8317058| Vg -20UNJC| STD |OH3 62|24 - | 6 ] 13 8317100 Y -13UNJC| STD |OH4 85129 |45]105 - 61
8317061| Ya -28UNJF| STD |OH2 62 24| — | 6 g 14] 8317106| Y -20UNJF| STD |OH3 85 |29 | 45 [10.5 - 63
- ZL WSETRSK - #REBIU SRR~ tk, DRVSiE&% P.963, Il Please see p.963 for length of external center and shank square length £k and width DRVS.
Soiiponies BREL LS RIESINT2RPIRELERIETFREE. (SE8P817) 1. The recommended TAP Limit corresponds to JIS 2B internal thread standard. (see
i 2. LS E AR IS (R PR AIRS . p.817) - ) )
A=} 3. PIEIHRIES % P.958, 2.TAP Limit does not guarantee thread limit for the internal thread after tapping.
B2 3. Cutting fluid and Paste : Please refer to p.958.
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INTHEL (e 5 Bkes & DR RS HAe | HAS SREL | L | R
A ) | B A B I At ‘ ;
T o THEN BREN AW VAR R0 TE 5| ek o | & s il 2d | B | G | S %A o eyt
‘ N 1Nl oy Carbon| Medium | High | Alloy Hardened Steel Stinless | ToolSteel | Cast | Cast | Ductle | Copper | Bass | Bass | Bronze |Al inc Alloy | Titanium | Nickel | Themno | Thermo.
AT Steel | Catbon | Carbon | Steel Steel stedl | bon | Cast Casting Roled | Aloy | Aloy | Casting | Aloy | Aloy | Seting | Plastic
RS MidSteel| Steel | Steel Iron Casting | Casting Plastic
BRcs C |C025%| C 25~3535~45|45~50150 ~60
R U 7 7l 1 T O O el o IR s
I ~

2 NI-POT O ©

l.=ﬁ?)ﬁ]§ﬁ% @=Standard stock item. O=4EREEEFR [=Stocked by specific distributors. Contact us for price & availability.

681 mizsimEsErIAE.  See p.1 for explanation of icons.



tﬂﬁ“??—:{fFE)ﬁ% CUTTING CONDITIONS

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
" . YRSUERFLIN T s,
ATt HIHERRE  Cutting Speed (m/min) OIL-S-XPF Drill for pilot holes
Work Material m P135 P.259
10 , 20 , 3 MRS-GDL ~ WX-MS-GDS ~ ADO-5D VPH-GDS
Kﬂ'f&bﬁiﬂ i Tﬁ%ﬁﬁ
Low,\élarb;releSteel CSol 5~ - o € ©) O
_l!edlum Carbon Steel e
BB R M o | 15~ ‘ — o o @) IR
High Carbon Steel -
a %
Alloy Steel
" B ™| s asmre | s5~20 ‘ - - o O o
Hardened Steel
Cast Steel
A W sussos
s [ o | ol o | of - | -
Stainless Steel SUS420
Copper
Brass / Brass Casting
iy 2 &0 A
SJEREAE S AL 20~50 ‘ (©) — ©) @) — —
Aluminum Rolled Steel
0 &
Aluminum Alloy Casting
Zinc Alloy Casting
BEO 1deal0 EAO Good O
A XKEIRUEERFEANETSAETIELHRR Note :'Ic'hit[ndicatec(iis_peeds and fegdé iarebfor t(ajppir:jgbwiti\Ichl(zr;ré%/—f_ree wate;—;/loz\:b\edcoo\ant.
M24L’\J:ESRTJ., }E%ﬁmtiﬁtﬂﬁu%{#g)&%aﬁ70%i&?ibulu uf |ng Slpee Is rlecorr!men”e (o] _e re ucﬁ k‘,;a least 7O|T| caszo adn”up
% XFABHENT AN ISR ex-sus RFUR nexus K51 ,  1Werecommend using the non-water salanle i or hghly ubricated water-soluble fid
* A EERIEE A HBA SRSt RIFAZKIA DAL A . for the stainless steels.
P.616 CC-SUS-SFT
SITAE M2 ~ M6 (2#8)  mM2~M6 (2 FLUTES) M6 (318) ~ M24 M6 3 FLUTES) ~M24
TIRIGERRE BEO  Ideal O TIRIGERRE BIEO  Ideal O
Work Material Cutting Speed 3 Cutting Speed .
(m/min) EHO  GoodO (m/min) ERO  Good O
LSRR (BOEEAA, heim) . ~ %
Stainless Steel (Au::enitioFerritic) S SUBAY 6 10 © 6 0 ©)
& 3 g2 -~ ~
Medium Carbon Steel e & =2 O 9 2 @)
a £
= ~ — —
Alloy Steel SCM (30HRC) 15 30 (@)
® 2] - — —
Mild Steel Sy L~ 4T o
- TR B FERRSHEA. - When machining steels, please do cynclonised feeding.
P.637 - P.638 - P.680 - P.681 WHR-NI-SFT - NI-SFT - WHR-NI-POT - NI-POT
I]DIMH IHERE  Cutting Speed (M/min) IBER  Cutting Fluids
BEL | EEELE | INRLE | BRASLE puse | BERSLE 4 b o N
Work Material ety | || | TR | Tt SRR e | W2, Y | T
B = a8 & BES" _ _ . _ _ _ - A —
Nickel/\llc;flI Inconel 1~3 2~4 @)
-INI3BAMREEY, TEfEFRRSHEETNGTITL R RS X, - To machine 3B class internal threads, use synchronized feeding and a milling chuck as
measures against the problem of enlarged internal threads.
P.636 - P.679 V-TI-SFT - V-TI-POT
HDIM*SI' HEERE  Cutting Speed (m/min) R Cutting Fluids
Bl | R | TIRLE | BRASLE cuty | PERSLE 4! i S Mz
Work Material ety | || i, | A | B SR, | e | BB, EE | T
78 = €| _ ~ - _ _ _ _ _ _
Titanium Alloy 35 4~6 o o
P.751 WH55-0T
JIRE ;g Ll G RV
i Sipgoped Cutting Fluids Machine
Work Material (m/min) 9
= 3 JEE W | 40 ~50HRC A IKAEETMIER.  Water-Soluble, T A
High Hardened Steel FIGBMELDAEER  Non-Water-Soluble Machining Center
=) [ E W | 50 ~s55HRC 1~3 ABEEIEERST.  Water-Soluble, InTebt
High Hardened Steel FAGEMLIEIHR  Non-Water-Soluble Machining Center
1. 5= WH55-OT fOEERETELESHE, MESEERTHE. 1.Make sure té; sdelectthe correct cutting speed and cutting fluids. Tapping paste is not
2. SRR IR, When you use water-soluble coolant, please sel Jant with better lubrication ch
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



