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4. SR E R B R R, 4.TAP LIMIT does not guarantee thread limit for the internal thread after tapping.
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5.Tapping depth minus chamfer length is an effective tapped thread length.

6. For other special-purpose taps, contact your nearest agent or distributor.

%1 We recommend 40HRC and over for the tapping process by WH55-OT.

%2 Only taps for M- U threads are suitable for up to 2D. Please refer to the dimension table for details. 474
%3 Suitable for up to 2D.
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%2 M- USRI A NEIINT 22D, EaEiARTE. #2 Only taps for M- U threads are suitable for up to 2D. Please refer to the dimension table for details.
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Ideal for aluminum casting alloy while using synchronized feed machine.
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Il 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.
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RESINT2RRENHLEREFEE. (288P817)

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.
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