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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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3. {RUIMFIiES% P.958,
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GH LIMIT
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E2E 1 0.013xn

INT 2R IRV ERTIETFIEE. (BRRP817)

POTROSCIRIEE SIZIEIELLHERLES, ST ISR, FHXIRRK
WEERRESSE, ZE5nK, TLERERENINT.

Created tough cutting edge by additional special flute on spiral fluted tap. Possible
for longer tool life and stable machining on agring threated Nickel Alloy steel
(HRC40 ~ 45).
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3901422|M 8 X1.25 70122 136 | 7 - 21
3901426/ M10 X 1.5 3TD |OH3 25P| 75|24 |41 |85 3| - | @| 33
3901432|M12 X1.75| STD |OH4 82|29 |43 ]105 = 54

Il Please see p.963 for length of external center and shank square length 2k 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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3901479| ¥ - 4UNJF| GH4 7524 |41 ]85 | -] | 32
3901485 7hs -20UNJF| GH5 | 2.5P| 80 | 25 | 40 [105] 3 [ — | @ | 33|
3901491| % -20UNJF | GH5 85|29 | 45 (105 - 60

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 2B 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.

upper limit:0.013Xn

TAZE : EAZE-0.013  lowerlimit: (upper limit) —0.013
(n=GH%) (h=GH number)

BAfZ: mm Unit: mm

GH3L\/LJ: GH3 over
ENZE : 0.013%(n-2) +0.025 upper limit : 0.013x (1-2)+0.025
TAZE: ENZE-0.013  lower limit : (upper limit) —0.013
BAAZ: mm Unit: mm

(n=GH &) (n=GH number)

ATESEEERN SRS TENA, RATHWOHBEAEFERN GHISE.

Applied tighter torerance GH limits to satisfy high precision demand from Aerospace parts threading operation.
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|.=7fa_?7ﬁl3'f=7?uc'n @=Standard stock item.
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[[=Stocked by specific distributors. Contact us for price & availability.

See p.1 for explanation of icons.
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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
" . 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



