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HY-PRO 5% B3R5

0 #%yiigﬁigﬂmg-l- Special thread design

FIRIRIGRET, AIRHMERCSTRA, MiRAARNRE.

Special thread design can lower the forming torque and improve the quality of internal thread .

i FTHP-NRT
(N) 20%
6000 Down
4000
)4
2000
7 a——
EATE : Sk Tool: Forming Tap
IRIRS © M10X1.5 Thread Size: M10X1.5
44 © SCM440(30HRC) Work Material: SCM440(30HRC)
[EIEHRE : 447 min? Speed: 447 min™
LSRR © 671 mm/min Feed: 671Tmm/min

WL CC I TIr I T

9 %%ﬂg Multi-flutes design

ZIMENEA N TRAREEME, EYRIREREAINTIRE, BRUNHEINT
&, ERTESM.

Multi-flutes design can let the cutting oil directly inject into tapping point, which can improve
lubricity which effectively reduce tapping heat and extend tool life.

9 T| C Nﬁﬁﬁiﬂ TiCN surface treatment
FREMEFEMETAZEENREEE, aCHBBImA .

TiCN coating provides welding and wear resistance ,which can lengthen the durability of taps.

9 Egﬂ'ﬁ*ﬁ*ﬂ1§ﬁﬁ Using high tenacity material

M1-M5 {EFHCPME N1t 14
M6-M12 EAOSGHFIHiEHSS-EXO, TlieF 7] EmEE

M1-M5 use CPM high tenacity material ;
M6~M12 use HSS-EXO material with OSG specfic patent steel type,increase the wear resistance of tools.



ﬂﬂI;iéfW Cutting Data

. mqﬂ'l‘i ‘ﬁ‘\giﬂ\u %it The tool life test of a taps

’JUI}LQ Tapping Holes

0 1 ,0?0 2,0P0 3,0?0

G/, CTHEEMT
HP-NRT 3,000 7L Holes Low Wear + Still funning
K HEUPN
gjona\frﬂznal 3,000 £ Holes Large Wear

EATE HP-NRT R
Tool M10X1.5B Conventional
=l

Work Material SCM440 (30~32HRC)
TAME ®9.3X 22 mm &R

Drill Hole Size Depth
BT FRE

Tapping Depth 20mm

BIHIEE i

Cutting Speed 15m/min

B SRR

Coolant Soluble Oil
INTHeAR ITANTHE

Machine Vertical Machining center

IR

Conventional

. tﬂﬁu%ﬁliw .I 71%?“]‘11'& ! 17 times the durability of cutting taps !

Iﬁﬂ:ﬁg Tapping Depth(m)

? 2‘0 4‘0 GP SP 100 1 2‘0

HP-NRT 113 m EEFEX severe wear
1 1 9.2m ]Eﬁjc Severe Wear

1. SEMBRE
171589 R ERE

1.5 times cutting speed
1.5 times tapping depth
17 times durability performance

Spiral Fluted Tap

6.2m GP-Out

EHATE HP-NRT YRHERRIT M6 X 1
Tool M6X1 B Spiral Fluted Tap
1REI

Work Material $45C(90HRB)

THLE ¢5.55X25mmiE | ¢5X 15mmiE
Drill Hole Size Depth Depth
I&ﬁ;ﬁg 18mm(3D) 12mm(2D)
Tapping Depth

BIRIEE i i

Cutting Speed 15m/min 10m/min
SIHIHR KB MELIER R (10%)

Coolant Water-Soluble Chlorine-Free (10%)
DTttt EATUIN 8%

Machine Horizontal Machining center




7]|]I§i'<1§u Cutting Data

. #%ﬁE’\JQUJ{:t*?%\ %Eﬂgmjﬂ'ﬁﬁg Stable durability with special thread specification.

EHTE MHP);N RTB #E2Rm fth&
Tool 3X0.5 Conventional | Competitors
’ 1J[IIS‘L§5( Tapping Holes
*&ﬁ“ﬁ 0 500 1,000 1,500 2,000
Work Material SUS304 ‘ ! ‘ ‘ L
oIAEEMT
1 1800 ;L Holes : :
THE 3 HP-NRT Still Running
Drill Hole Size ®28X9 mnlsﬁth 1.800 AL T
g F, Hotes Still Running
BT RE »
Tapping Depth 6mm , 800 7., Hores A7) o
ﬁﬁsﬁ Large Chipping
anrs Conventional 7
Eﬂfid 10m/min 202 7L, Holes Large Chipping
Ll AGEIEGDHLE L (5%) 4007 e TP
L Chi
Soclans Water-Soluble Chlorine-Free (5%) ik am Large Chipping
Competitors A7)
TR TR TR 200 #L, Hotes Large Chipping
ALT
Machine Vertical Machining center

H P- N RT Conventional Cfgﬂpgi%s
1,800 Fl, Holes 800 ¥, Holes 400 7, Holes

. fm‘ji,l‘iﬁgiﬂ\ugﬁ The tool life test of a taps.

=]
BATR HP-SC-NRT  M1.2X0.25

Tool
BUI}Lﬁ Tapping Holes
WA 0 500 1,000 1,500 2,000
Work Material SUs316 ‘ : ‘ ‘ ‘
-SC- BIS/\; TTHEEMT
HP-SC-NRT 1,000 #L, Holes Low Wear : Still Running

ke 2 1,000 7 votes =765 MTAIE

Competitors Severe Wear : Stop Tapping




HY'PRO Egiﬁ%ﬁlﬁ%gu HY-PRO Forming Tap Series

H P - N RT AN
}7 v a

Type 1 Type 2 Type 3 Type 4
%A——\—\Jr—:f———— @Q 4——H+f:~———— @Q — ffF: — @Q e e @Q
Type 5 Type 6 Type 7
|
C(PM  HSS-EX0 v
M1~M5  M6~M12
12 i&#EThread Type : M B ffIunit : mm
E iR IRIR RfE @ @ 2R | BUR | BR | AT | OASR | LESE | FikiEEY
EDP NO. Thread Size Grade 2c L 2 2n Ds 2k K Type
165004 P 1
M1 x 0.25 RH4 30 2.5 - 3 5 2.5
165124 B 2
1 14 P 1
650 M1.2 x 0.25 RH4 32 2.5 = 3 5 2.5
165134 B 2
165024 RH4 p :
165025 M14 x 03 RHS 34 3 - 3 5 25
165144 RH4
B 2
165145 RH5
165034 RH4 o 1
165035 M1.6 x 0.35 RH> 36 3.5 = 3 5 2.5
165154 RH4
B 2
165155 RH5
165044 RH4 p :
165045 M1.7 x 0.35 RH> 36 3.5 - 3 5 2.5
165164 RH4
B 2
165165 RH5
165054 RH4 p ]
165055 M2 x 04 RHS 40 4 = 3 5 2.5
165174 RH4
B 2
165175 RH5
0 FEEHE EEEINI6H. 2RRNIRHICIEEREE B The recommended TAP limit corresponds to JIS class 2 & 6H internal thread standard.

B HEUEE N EESREARIRER

B TAP limit does not guarantee thread limit for the internal thread.
B P=4P(for through hole) B=2P(for blind hole)

B REP=R{141LGEfLAH), B=RfF2IL(E7LA) B P<M6: external center

B P(MBLIT)BRmE=iE B Thread size < M2.6: without oil groove.

B M2.6L TS
Wit | BRI | e | s | com | mmE | mm mee =g S0 s LR | #5 | #a2 | #a
sy 3 chixil | Sk S EH | AR e s =i P b man | @4 e o
Material [ o Carbon | Medium | High Alloy Hardened | Stainless | Copper | Brass | Brass | Cast [ Aluminum | Aluminum | Magnesium | Zinc Alloy

Steel Carbon Carbon Steel Steel Steel Casting | Steel | Rolled Alloy Alloy Casting
Mild Steel Steel Steel Casting Casting

SImECHR C~0.25% |C0.25% SCM - SCr| SCM440

P ~0.4506| C045%~ | °"C\ oM | 5g-3aprc| SUS | Cu | Bs |YBSC| SC | AL |ACADC| MC | ZDC

HP-NRT ©) ©) © ©) O © ©]|0|]0]|]0| O ©) ©)

s




YR IE EThread Type : M

B {iIunit: mm

EmiRER SRR RE | @m# @ 2R | Bk | BR | #E  DEBR | AR | RARER
EDP NO. Thread Si Grade 2c L 2 Zn Ds 2k K Type
165064 RH4 . 5
165065 M25 x 045 RH> 44 5.4 - 3 5 25
165184 RH4

B 4
165185 RH5
165074 RH4 . 5
165075 M26 x 045 Rt 44 54 : 3 5 25
165194 RH4

B 4
165195 RH5
166614 RH4
166615 RH5 p 5
166616 M3 x 05 RHO 46 9 18 4 6 32
166734 RH4
166735 RH5 B 6
166736 RH6
166625 RH5
166626 RH6 p 5
166627 M4 x 07 RH7 52 10 20 5 7 4
166745 RH5
166746 RH6 B 6
166747 RH7
166635 RH5
166636 RH6 p 5
166637 M5 x 08 RH7 60 11 22 5.5 7 45
166755 RH5
166756 RH6 B 6
166757 RH7
166646 RH6
166647 RH7 p 5
166648 RH8
166766 M6 x 1 RH6 62 10 24 6 7 45
166767 RH7

B 6
166768 RH8
166769 RHO
166666 RH6
166667 RH7 p
166668 M8 x 1.25 RH8 70 12 - 6.2 8 5 7
166786 RH6
166787 RH7 B
166788 RH8




HY'PRO Egiﬁ%ﬁlﬁ%gu HY-PRO Forming Tap Series

H P - N RT AN
}7 v a

(PM  HSS-EXO v

M1~M5  M6~M12

B4 FEEThread Type : M B ffIunit : mm
Emimss SRR BE miE | 2R | BUR | BR | W8 | UASR | UAESE | AiRAREY
EDP NO. Thre: Grade Lc L 2 Zn Ds 2k K Type
166686 RH6
166687 RH7 P
166688 M10 x 15 RH8 75 15 - 7 8 55 7
166806 RH6
166807 RH7 B
166808 RH8
166676 RH6
166677 RH7 P
166678 M10 x 125 RH8 75 15 - 7 8 55 7
166796 RH6
166797 RH7 B
166798 RH8
166727 RH7
166728 RH8 P
166729 M12 x 175 RH9 82 17 - 8.5 9 6.5 7
166847 RH7
166848 RH8 B
166849 RH9
166716 RH6
166717 RH7 P
166718 M12 x 15 RH8 82 17 - | 85 9 6.5 7
166836 RH6
166837 RH7 B
166838 RH8
166706 RH6
166707 RH7 P
166708 M12 x 125 RH8 82 17 - | 85 9 65 7
166826 RH6
166827 RH7 B
166828 RH8
B FEER BESINI6H. 2RISR HErEE B The recommended TAP limit corresponds to JIS class 2 & 6H internal thread standard.
" R S 18 koot e e i he et
B REP=Rff41LGE7LA), B=R{I21L1(ELA) B P<M6: external center
B P(MBLUT) BRIERIE B Thread size < M2.6: without oil groove.
B M2.6LAITEH1E
w o e N - e ER P o s
it G owm) mwm | sem | mEe | fammse mm p mm SR BEE ) REE BOE
Material [ o Carbon | Medium | High Alloy Hardened | Stainless | Copper | Brass | Brass | Cast [ Aluminum | Aluminum | Magnesium | Zinc Alloy
Steel Cgrboln C;arbo‘n Steel Steel Steel Casting | Steel | Rolled CA\Ic;y CAHQy Casting
Mild Steel tee tee asting asting
SmEcik C~0.25% | C0.25% SCM - SCr| SCM440
Abbreviation ~0.45% C0.45%~ |~ SNCM | 28~34HRC SUS | Cu | Bs | YBSC| SC AL |ACADC MC ZDC
HP-NRT © © © O © | ©|0]0 0| © © ©




HY'PRO Egiﬁ%ﬁlﬁ%gu HY-PRO Forming Tap Series

H P - N RT AN
}7 v A

Type 5 Type 6 Type 7

T g TL I

T = O e & Pt ST
L L‘ ‘Q i‘ L‘ ‘Q 2 Pk ‘Q

]
(PM  HSS-CO v
No.5-No.12 1415
VR4 iE EThread Type : U B {unit: mm
EmimaR BRRRY BE RE | 2R | BUER | BR | WE | IABR | NARE | EikER
EDP NO. Thread Size Tap Limit Lc L 2 Zn Ds 2k K Type
165005 P 5
No. 5 - 40UNC RH5 46 9 18 4 6 3.2
165015 B 6
165025 P 5
No. 6 - 32UNC RH5 48 9 18 4 6 3.2
165035 B 6
165045 P 5
No. 8 - 32UNC RH5 52 10 20 5 7 4
165055 B 6
165066 P 5
No.10 - 24UNC RH6 60 11 22 5.5 7 4.5
165076 B 6
165086 P 5
No. 12 - 24UNC RH6 60 11 22 5.5 7 45
165096 B 6
165106 P 5
Va - 20UNC RH6 62 13 24 6 7 4.5
165116 B 6
165127 P
546 - 18UNC RH7 70 14 - 6.1 8 5 7
165137 B
165147 P
35 - T6UNC RH7 75 16 - 7 8 5.5 7
165157 B
165167 P
746 - 14UNC RH7 80 18 - 8 9 6 7
165177 B
165188 P
15 - 13UNC RH8 85 20 = 9 10 7 7
165198 B
B {EER ABEINI2BRARRIC HEEIEE B The recommended TAP limit corresponds to JIS class 2B internal thread standard.
e = g B TAP limit does not guarantee thread limit for the internal thread.
W HERETRES R ENR AN B P=4P(for through hole) B=2P(for blind hole)
B REP=R{141L(GEFLAH), B=RfI2lL(E7.A) W P<": external center

B P(aLUT) BEEm &

Wit B | e | e | e | omme | o ses mi| B8 we| LR | Eo® | #AS | #a®
ok 3 thixsl | Sk S&i AEH | A | S s =i P i man | @4 e o
Material [ o Carbon | Medium | High Alloy Hardened | Stainless | Copper | Brass | Brass | Cast [ Aluminum | Aluminum | Magnesium | Zinc Alloy
Steel Carbon Carbon Steel Steel Steel Casting | Steel | Rolled Alloy Alloy Casting
Mild Steel Steel Steel Casting Casting
SImECHR C~0.25% | C0.25% SCM - SCr| SCM440
P ra— ~0.45% C0.45%~ |~ SNCM | 28~34HRC SUsS Cu Bs | YBSC| SC AL AC,ADC MC ZDC
HP-NRT ©) O ©) O © | O0|O0|O|O| O O ©)




HY'PRO E@iﬁ.‘ﬁﬁilﬂ%yu HY-PRO Forming Tap Series

PRRIRIRIRIIN | i
HP-SC-NRT ===
Type 1 Type 2 Type 3 Type 4
***HJF’E"*’* @ R —7}—9; — - @ ***ﬂz/cff — - {é = *}*::E* é}
M HSSEXD Ty
M1~M5  M6~M12

VRAIEEEThread Type : M

B ffIunit: mm

EE iR IRIR BE | @ 2R | BOR | BR | W#E  [HESR  DNAESE | PIAEER
EDP NO. Thread Size Grade 2c L {2 2n Ds 2k K Type
167004 M1 x 0.25 RH4 30 25 - 3 5 25
167014 M12 x 0.25 RH4 32 2.5 = 3 5 25
167024 RH4
M14 x 0.3 34 3 - 3 5 25
167025 RH5
167034 RH4
M1.6 x 0.35 36 35 = 3 5 25 1
167035 RH5
167044 RH4
M1.7 x 035 36 3.5 - 3 5 25
167045 RH5
167054 RH4
M2 x 04 40 4 = 3 5 2.5
167055 RH5
167064 RH4
M25 x 0.45 44 5.4 - 3 5 25
167065 RH5 1B 5
167074 RH4
M26 x 045 44 54 = 3 5 25
167075 RH5
167084 RH4
167085 M3 x 05 RH5 46 9 18 4 6 3.2
167086 RH6
167095 RH5
167096 M4 x 0.7 RH6 52 10 20 5 7 4
167097 RH7 3
167105 RH5
167106 M5 x 0.8 RH6 60 11 22 55 7 4.5
167107 RH7
167116 RH6
167117 M6 x 1 RH7 62 15 24 6 7 5
167118 RH8
wEs | EERER wom | =pme PP smame ‘ omaa | mon | B | o R | #BaE | #S5% | #a9%
sy 3 thixsl | Sk S&i AEH | A | S s =i P i man | @4 e o
Material [ o Carbon | Medium | High Alloy Hardened | Stainless | Copper | Brass | Brass | Cast [ Aluminum | Aluminum | Magnesium | Zinc Alloy
Steel Carbon Carbon Steel Steel Steel Casting | Steel | Rolled Alloy Alloy Casting
Mild Steel Steel Steel Casting Casting
FmEcIE\ | C~0.25% |C0.25% SCM - SCr| SCM440
P r— ~0.45% C0.45%-~ - SNCM | 25~35HRC SUsS Cu Bs | YBSC | SC AL AC,ADC MC ZDC
HP-NRT © © © © O © | ©|]o0o] O |0 O © ©




YR FE i Thread Type : M BEfiIunit: mm
EE it SRR~ RE miE | 2R | BRER | BR | WE | AR | WUASE | fkiER
EDP NO. Thread Size Grade 2c L 2 2n Ds 2k K Type
167126 RH6
167127 M8 x 1.25 RH7 70 12 - 6.2 8 5
167128 RH8
167136 RH6
167137 M10 x 1.5 RH7 75 15 = 7 8 5.5
167138 RH8
167146 RH6
167147 M10 x 1.25 RH7 75 15 - 7 8 5.5
167148 RH8 1B 4
167157 RH7
167158 M12 x 1.75 RH8 82 17 = 8.5 9 6.5
167159 RH9
167166 RH6
167167 M12 x 15 RH7 82 17 - 8.5 9 6.5
167168 RH8
167176 RH6
167177 M12 x 1.25 RH7 82 17 = 8.5 9 6.5
167178 RH8
B BESMTEOH. RNIESZEEREE B The recommended TAP limit corresponds to JIS class 2 & 6H internal thread standard.
T —— B TAP limit does not guarantee thread limit for the internal thread.

B Thread size < M2.6: without oil groove.
B M2.6L T EEhiE

Wt BB | e | s | oo | smme | ram oo meg| B me| LR | Bo® | At | #As
ok 3 thixsl | Sk S&i AEH | A | S s =i P i man | @4 e o
Material [ o Carbon | Medium | High Alloy Hardened | Stainless | Copper | Brass | Brass | Cast [ Aluminum | Aluminum | Magnesium | Zinc Alloy
Steel Carbon Carbon Steel Steel Steel Casting | Steel | Rolled Alloy Alloy Casting
Mild Steel Steel Steel Casting Casting
SImECHR C~0.25% | C0.25% SCM - SCr| SCM440
P r— ~0.45% C0.45%~ |~ SNCM | 25~35HRC SuUS Cu Bs | YBSC| SC AL AC,ADC MC ZDC
HP-NRT O O ©) O O] 0|00 |0O| O ©) ©)

"



BHIE%E Useful Tips

. bu IIQ%;EEE TOOL GUIDE FOR HOLE RPROESSING

KR IHE. MIEIRTHIAEELRRE, SUREEANTEREEELNET ENIITRIR.

Based on the processing material, type, and the comparison chart of tap and drill below, you can choose the suitable tool to stabilize the machining performance after drilling

and tapping.

fEE

Hardness

(BABEIBES) | Lo

Hardened Steel
(~35HRC)

HREE -
TEHR

Titanium Alloy -

Stainless Steel ——————,

HP-NRT
Vi = }—+
=2 I e U
Alloy Steel HP-SC-NRT
SR IT-EXS-NRT
Medium- [~~~ " " " T - T T T oo e
High Carbon Steel
s |
Low Carbon Steel S "
—-—
TIN-NRT
FEHEE | | e ) _ [
Non-ferrous B-NRT
Metals .
M/CEB AN T EFHm/BEBER ZE M
Parts Processing Electronic Parts/Automatic Lathe ~ Fastener

B FRBEEHETIEBINTIRET, HREEEHEERFE20%.

A A V-NU-NRT

When using non-water soluble oil, reduce the drilling speed by 20% of the recommended value.

—RREHEHEIN
Forming tap

M4Xx0.7

B2l
Chamfer 2P

ERMHP-SC-NRTHE
Short chamfer HP-SC-NRT
HETFLIRTER &G
VEFLINT. ERARMER
1L, OIfg(R

PRI BT RIES .

When encounter blind hole tapping
that has shorter reserved space,
using 1 chamfer thread to process
can ensure the effective threads
length.

P13 -------------
P12-----------—-
iee—
TD-3D/5D sSwe  —
TDO-5D
33 aasassssssas
- ¢2 ,,,,,,,,,,,,,
TDM
FEob K thub K
Carbide Dirill Carbide Drill with Oil Hole
THEMHER

Recommended Drill Hole Size
(72 B General use)

-
HP-SC-NRT
M4X0.7
Bt
BUFE Chamfer 1P
Eﬁectgle
Threads BRFE
Eehaty Effective,
ﬁ'Gmm Threads Length
y 5.3mm

LB (H)BHP-SC-NRT, LE(k)A—RBAR2ALNELSEHE, FERNFLEAHP-SC-NRT

AEAERT REMGLRSL, SRR ERRE
The above picture(right) is HP-SC-NRT, The above picture(left) is regular forming tap. HP-SC-NRT
can increases the effective threads length and make it closer to the bottom.

#®



. %;L%ﬁ‘j% Countermeasure for Burr

DUEH DEHHP-NRTRIER RAEEMBUALL, TTHHEEESE.

Comparing with the conventional forming taps, HP-NRT reduces burr with low-torque spec.

EATE § R
Tool HP-NRT M3X0.5 P Conventional BT 2R Burr Occurrence Rate (%)
1R HIA4 = 0 5 10 15 20 25 30
Work Material Brass
1 _
- % <G s AN
s $2.76X 3mm HP-NRT 2% . ETEERY
Drill Hole Size | Large reduction
I of burrs
I
I
i |
Tapping Depth Conventional | 26.3%
|
I
YIHEIEREE E NG|
Cutting Speed N/A
I KB HELIEIR
Coolant Non-Water Soluble
{E Rt A
Machine Specialized Machine
Burr with conventional forming tap No burr with HP-NRT
N EEfAREGO
Recommending 60° for the chamfer.
Eflsurr Dc $EER NO Burr
| / | /
‘ t; | |
D
D
| >
TS TS
Tap Drill Size Tap Drill Size Tap Drill Size Tap Drill Size
T OimE-#REIA Without chamfering THHEORE-BEIE With chamfering

BSHMEEE BRI MRS IL, MRETHHORE
REEE, WEELEEN. ATHHEER - £8, HBU

60° ~70° MAEETEAE.

Forming tap forms the screw thread by plastic deformation. Therefore, without
having chamfering, burr is made on the edge of the hole. To prevent burr,
chamfering with 60°~70° is highly recommended.

. lgﬁtyu-lﬁgquﬁ Shape of complete thread and its’ difference

55, BEENTREEE118 |, AEKERRENERE
ERRBURN +2F BErTHNFIER
5l :M10 X 1.5 => 10mm+(1.5x2)=13mm

If 118° of chamfering is required for drilling, burr is prevented by setting the
diameter of chamfering to screw size+2 pitches.
Example: M10x1.5=10mm-+(1.5x2)=13mm

IEAEEHBOI TRANIZMILUE 88
MERZR. (BREF)

The formed thread has a small slit at the crest (See photo) .



t)J ﬁ“ﬂ%{fFi'% Cutting Conditions

B HP-NRT

YRR 0

Cutting Speed

10 20 30
‘ (m/min)

o - B C~0.25%

Low Carbon Steel

8-13
8-25

R i C0.25%~0.45%

Medium Carbon Steel

~N

-10
8-25

e C0.45%~

High Carbon Steel

5-8
5-20

[=Frii]
5’:;0.3%) SCM

Alloy Steel

5-8

10-25

Stainless Steel

i Cu

Copper

10-25

B HP-SC-NRT

YRIEREE 0

Cutting Speed

30
‘ (m/min)

- Bod C~0.25%

Low Carbon Steel

8-13
8-25

Ll

Medium Carbon Steel

C0.25%~0.45%

~N

-10
8-25

= C0.45%~

High Carbon Steel

5-8
20

|
d

A%
820.3%) SCM

Alloy Steel

10-25

e sus

Stainless Steel

i Cu

Copper

10-25

MB=Rim MBI E
Below - More than
AR

1. IR FRERARKBMEIRIR () o
2. M24LLER~, ZEHELIRIERERNT70%.
3. I AR AT KA R SRR R R KA IR

Note :

1. The indicated speeds and feeds are for tapping with chlorine-free water soluble coolant.

2. Cutting speed is recommended to be reduce by at least 30% in case of M24 and up.

3. We recommended using the non-water-soluble coolant or highly lubricated
water-soluble-coolant for the stainless steels.




Egﬂ-F¥L?§§E (%E ﬁ*\lim) Recommended Drill Hole Size (For Flutelss Taps)

)\
N etric screw threads #F = Red character=JIS coarse pitch threa
/NG 5 - threads W {1 = JISHF  Red ch h thread

B {iIunit: mm

ﬂ?\‘*iRT_r for JIS Class 1 drill hole dia. fo% CTaLL?drﬁ?oﬁ&e dia 4H 5H 6H
Rl | B -mxmaxe) AL BBk |H SI-BARERR) I SI-BAREER) I BB REE%)
8= Min.~Max.(Thread Overlap Ratio) |77 | Min.~Max.(Thread Overlap Ratio) | #73/%| Min.~Max.(Thread Overlap Ratio) |17 | Min.~Max.(Thread Overlap Ratio) |77 | Min.~Max.(Thread Overlap Ratio)

M1 X025 |2| 087 ~ 0.89(100%~85%) 4 | 0.90 ~ 0.92(100%~80%)| 2 | 0.875~ 0.889(100%~85%)| 4 | 0.901~ 0.920(100%~80%) — -

M1.2 X025 |2 | 1.07 ~ 1.09 " 4| 110 ~ 1.12 " 2 | 1.075~ 1.089 " 4 | 1101~ 1.120 " — =

M14x03 |2 1244~ 1263 4| 1270~ 1294 2 | 1245~ 1.262 " 4 | 1.270~ 1.294 " 4| 1.270~ 1.291(100%~82%)

M1.6 X 0.35 | 2| 141 ~ 144(100%~80%) 4 | 1.44 ~ 1.48(100%~75%)| 2 | 1.415~ 1.442(100%~80%)| 4 | 1.440~ 1.466(100%~81%)| 4 | 1.440~ 1.475(100%~75%)
#¥M1.7X035 | — - 4 |*154 ~ 1.58 " — - — - —

M2 X04 |2 178 ~ 182 " 4| 181 ~ 185 " 2 | 1.785~ 1.806 " 4 | 1.810~ 1.840 " 4| 1.810~ 1.849

M2.5 X 045 | 2 | 225 ~ 229(100%~80%)| 4 | 228 ~ 233 " 2 | 2255~ 2.279(100%~86%)| 4 | 2.280~ 2.312(100%~82%)| 4 | 2.280~ 2.324(100%~75%)
*M2.6 X045 | — = 4 |*238 ~ 243 4 = — = = = =

M3 X 05 | 3| 274 ~ 278(100%~80%)| 5 | 276 ~ 2.81(100%~75%)| 3 | 2.737~ 2.764(100%~86%)| 5 | 2.762~ 2.798(100%~82%)| 5 | 2.762~ 2.812(100%~75%)

M4 X 0.7 | 4| 363 ~ 367(100%~85%) 6 | 3.65 ~ 3.70(100%~85%)| 4 | 3.63 ~ 3.66 (100%~88%)| 4 | 3.63 ~ 3.67 (100%~85%)| 6 | 3.66 ~ 3.69 (100%~85%)

M5 X08 |4 457 ~ 462 " 6 | 459 ~ 4.66(100%~80%)| 4 | 457 ~ 4.60 " 4 | 457 ~ 461 " B | 460 ~4.65 (100%~80%)

M6 X1 4| 545 ~ 551 " 7 | 548 ~ 557 " 4 | 545 ~ 549 " 4 | 545 ~ 550 " 7 | 549 ~556 "

M8 X125 |5 731 ~ 738 " 7 | 7.34 ~ 7.41(100%~85%)| 5 | 7.31 ~ 7.36 (100%~90%)| 7 | 7.34 ~ 7.40 (100%~87%)| 7 | 7.34 ~ 7.41 (100%~85%)

MI10 X 1.5 |5 | 916 ~ 9.22(100%~90%)| 7 | 9.18 ~ 9.28 " 51916 ~ 921 (100%~91%)| 7 | 919 ~ 9.24 (100%~90%)| 7 | 9.19 ~9.27 "

M10 X 1.25 | 5 | 931 ~ 9.38(100%~85%) 7 | 9.34 ~ 9.41 " 51931 ~ 936 (100%~90%)| 7 | 9.34 ~ 9.40 (100%~87%)| 7 | 934 ~9.41 "

M12 X 1.75 | 5 |11.01 ~11.08(100%~90%)| 8 |11.05 ~11.15 " 5 |11.01 ~11.07 (100%~91%)| 8 [11.05 ~11.11 (100%~90%)| 8 [11.05 ~11.15 "

M12 X 15 |5 [11.16 ~11.22 " 7 |11.18 ~11.28 " 5 11,16 ~11.21 " 7 1119 ~11.24 " 7 11119 ~1.27 "

M12 X 1.25 | 5 [11.31 ~11.38(100%~85%)| 7 [11.34 ~11.41 " 5 111.31 ~11.36 (100%~90%)| 7 [11.34 ~11.40 (100%~87%)| 7 |11.34 ~11.41 "

;%u*ﬂ%%ﬂ Unified Coarse screw threads

B {iIunit: mm

ﬂ?\‘ﬁaRTJ for JIS Class 2B drill hole dia. for JIS Class 3B (;rill hole dia.
ViEEe] e i RI\~BA (REE%) A BRI\~ BA (REFE%)
R}?Um\tﬁ Min.~Max.(Thread Overlap Ratio) RE\M\K Min.~Max.(Thread Overlap Ratio)
NO. 5 - 40UNC | 5 | 286 ~ 293 (100%~70%) 3 283 ~ 291 (100%~70%)
NO. 6 - 32 5 | 309 ~ 317 (100%~75%) | 3 306 ~ 3.4 (100%~75%)
NO. 8 - 32 5 | 375 ~ 383 " 4 374 ~ 382 "
NO.10 = 24 6 426 ~ 435 (100%~80%) 4 424 ~ 432 (100%~80%)
NO.12 - 24 6 | 492 ~ 501 " 4 490 ~ 496 (100%~85%)
% - 20 6 | 566 ~ 576 " 4 564 ~ 574 (100%~80%)
%e - 18 7 | 718 ~ 729 " 5 715 ~ 724 (100%~85%)
% - 16 7 | 866 ~ 878 " 5 863 ~ 873 "
e - 14 7 1011 ~ 1025 " 5 | 1008 ~ 10.19 "
% - 13 8 1162 ~ 1178 " B | 1160 ~ 11.68 (100%~90%)
B 4H~B6H¥IFERJIS B 0209-2001, B 4H-6H corresponds to JIS B 0209-2001.
B ASHERRTEFERJIS B 0209-1982/8% 1. B Coarse thread sizes correspond to the appendix 1 of JIS B 0209-1982.
w B Fine pitch thread sizes correspond to the appendix of JIS B 0211-1982.
B TR RTHERJIS B 0211-19820i%. B *Corresponds to the appendix 2 of JIS B 0209-1982.
B *FIEREERJIS B 0209-1982fii%2. B i Size abolished by JIS.
B XFFRAJISELERY, 1. The proper drill hole size may change due to material variety.Use the recommended drill
LIRS TSR, BRRMMERSTEME L AERERmen TSR hole size as a benchmark.
: e o =1t =8 =i:’£ TV 2. As the hole diameter may vary by behavior of plasticity depending on the material,
2. MLERERERHM, BE. BIRRISETEmE(L, FnIgmEs?. hardness and shapes of workpiece, the hole diameter should be determined through trial
3. ZEEMAL, THLERIBALBER. HENTENETRE. tapping prior to final machining. . , 4 ,
4. BRGITRERS, FEGEEMH. RS, BusEs., 3. A large drill hole size is better for extending tool life. Select a drill hole size based on your

particular application.
4.To avoid tapping trouble,correct hole must be maintained free from warp,deformation,
stagger and the like.

s
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& Safe use of cutting tools

* Use safety cover, safety glasses and safety shoes during operation.

* Do not touch cutting edges and chips with bare hands.

+ Stop cutting when the tool becomes dull.

+ Stop cutting operation immediately if you hear any abnormal cutting sounds.

+ Do not modify tools.

« Please use appropriate tools for the operation. Check dimensions to ensure proper selection.

AEREIERESE

Copyright ©2024 TAIHO TOOL MFG. Co,, Ltd. All rights reserved.

- REREETHR. R, AESPNIEERMEEN, BFSTEH.

Tool specifications are subject to change without notice.

+ FERATEDERBRENER.

2024.03



