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!F%E Features

= IR AREY

| High strength thread de5|gn

TR SRR IR NGRS, DI ElsaE
IEFt, FERHEERERST.

Improve the thread strength and prevent early
breakage on thread by special high strength thread
design.

FRAZIRBBRZEE

Flute with new geometric design

e tiect, BRTNIIBZERAIEE
[EFEHEEE A% TE L PR S B R

Let chips curl steadily and reduce the risk of
intertwining upon great chips removal space.

ESRFHEERERRIE
TP-Coating

Exclusively developed surface

treatment TP-Coating

LR EB(IER, BEREENMEMEN
HRMEIRTBNRSm.

With its excellent wear resistance and lubricity,
extending the tool life of cutting tool.

M 0SGaEEEN
HEENEE

Flexible lead design with OSG
specific patent.

IRIEMBUERIMANSFEIZRET, BIRE
YFEVERH S A RE

Adding unequal lead design on the flute end of
Spiral Flute Tap to achieve efficiency of chips
removal performances.



BDIEEU Cutting Data

. m\j'all‘iﬁléiﬂ“ EI The tool life test of a tap.

EATER TX-SFT fthE R
Tool M8 X 1.25 Competitor MMITFLE Tapping Holes
0 1 ?0 2?0 3?0

il
Work Material SCM440(32HRC)

AT
TELE ®6.8X22mmiE (5FL) TX-SFT 235 7l Holes [N
Drill Hole Size Depth Blind
wn :
Tapping Depth 16 mm Eﬁﬁgﬁtor 189 el Breakage
PIREE .
Cutting Speed 8 m/min
SIHIHR SHELIEH
Coolant Oil-based Coolant
INTHAR IINTHE
Machine Vertical Machine Center

SRR IRREREREHEEC RIS )R, RIS 08YHIT]
HNELIRAMEFLESE, BOUERNETBEESHIIR.
High strength thread design paired with rigid tap holder can
stabilize the broach power of axial force , decrease the
hole-dilating , and effectively increase the tool life of cutting
tools.

H FIHIF3E The average value of torque

B TX-SFT II# Cutting edge after tapping W HANTEEN. m)

(N-m)
20%
7.0

6.0
¥
5.0
4.0
3.0
2.0

TX-SFT ftahean
Competitor
teftthe R A ERRH FIERIRIR,

Better performance on torque compared to competitor.

HRBUE(SHARE  Wear on cutting edge




BHIEEU Cutting Data

. ﬁg ﬂgﬂ*ktﬁﬁ;ﬂu%ﬁ Comparison between shape of chips.

7]HI¥L§SI Tapping Holes

1(?0 1?0 2?0 25‘0 3?0

BRI
290 }L Holes EHFEE&?
Mild Wear ;
X ; Chips Smoothly Discharge
HEEE
Chipping;

Chips interwining

EATER TX-SFT fthE R
Tool M8 X 1.25 Competitor 0 50
| |
il
Work Material ss0cC TX-SFT
THLE 96.8X22mm E (57l) fth& & 167FL Hotes
Drill Hole Size Depth Blind Competitor
KTRE
Tapping Depth 20mm
PIRIEE .
Cutting Speed 8m/min
LB JHMEETEH
Coolant Oil-based Coolant
AT et STRATH XSET
Machi Vertical Machine C
lachine ertica achine Center 290}[,1"]1%

Cutting edge after tapping 290 holes

{thh% 5 Competitor

16FLIN T
Cutting edge after tapping 16 holes

BMALEERET, AREFNHIEEMTIEEEREMERTE
AR R,

Flute with new geometric design,can let chips curl steadily
and reduce the risk of intertwining upon great chips

...-.—--''''''‘"’-"-—----—___._______\I +
oy

removal space.

S ——

N ey
et

TX-SFT ik 5A Competitor
EHEAREE HEEE
Stable chip shape Chips interwining
ERATE TX-SFT ftome .
Tool M12X 1.75 Competitor ITFLEK Tapping Holes
0 100 200 300 400 500
i)
Work Material SCM440 (32HRC) EF
TX-SFT 450 7L votes [

-F}L'ﬂ:u ®10.3X35mm f;'Ti (E;L ) Chips Smoothly Discharge
Drill Hole Size Depth Blind S

BEER

ke 450 7L Holes [l :

ot - Mod. Wear :
Eeon 24 mm it
PIRIEE .
Cutting Speed 8 m/min
LT KT B S et O
Coolar/\t Water-Soluble -
O #ghk TN T y - i
Machine Vertical Machine Center >

ﬂ i ,,m,,qg._.—*

TX-SFT {thE R Competitor
HEREE EBRARTME
Stable chip shape Chip shape get worse

8




%ﬁﬁ‘éﬂ%ﬁﬁ%ﬁl High Performance Spiral Fluted Tap

TX'SFT SRNEHRIS Spiral Fluted Tap

Lc

= . "
—— 15 & o i
THLGTH ‘ I ’ h
LF
AN
HSSE P 35°
YRETFELE Thread Type: M BIUnit : mm
T mimsn ‘ RRR~ HEEER BE AR =R IBRR S i ER
EDP NO. Thread Size Grade TAP Limit Lc LF THLGTH DCON NOF External Center
291070 STD OH2
291170 M 3 X 05 STD+1 OH3 2.5P 46 6 4 3 —
291270 STD+2 OH4
291071 STD OH3
291171 M 4 X 07 STD+1 OH4 2.5P 52 84 5 3 —
291271 STD+2 OH5
291072 STD OH3
291172 M 5 X 08 STD+1 OH4 2.5P 60 9.6 55 3 —
291272 STD+2 OH5
291073 STD OH3
291173 M6 X 1 STD+1 OH4 2.5P 62 12 6 3 —
291273 STD+2 OH5
291074 STD OH3
291174 M 8 X 125 STD+1 OH4 2.5P 70 15 6.2 3 —
291274 STD+2 OH5
291084 STD OH3
M 8 X 1 2.5P 70 12 6.2 3 —
291184 STD+1 OH4
291075 STD OH3
291175 M10 X 15 STD+1 OH4 2.5P 75 18 7 3 —
291275 STD+2 OH5
20es M10 X 1.25 D OIRE 2.5P 75 15 7 3 —
291185 STD+1 OH4
291076 STD OH4
291176 M12 X 175 STD+1 OH5 2.5P 82 21 8.5 3 —
291276 STD+2 OH6
291086 | \12 x 15 STD | OH3 e 82 18 8.5 3 —
291186 STD+1 OH4



HSSE

TP

AN

35°

YRANFELE Thread Type: M

BEfIUnit : mm

s ‘ IRIR~ REER BE (L] =R IR e BE REH
EDP NO. Thread Size Grade TAP Limit Lc LF THLGTH DCON NOF External Center
291302 STD OH2
291303 M14 X 2 STD+1 OH3 2.5P 88 24 10.5 3 —
291304 STD+2 OH4
291312 STD OH2
291313 M16 X 2 STD+1 OH3 2.5P 95 24 12.5 4 =
291314 STD+2 OH4
291323 STD OH3
291324 M18 X 25 STD+1 OH4 2.5P 100 30 14 4 —
291325 STD+2 OH5
291333 STD OH3
291334 M20 X 25 STD+1 OH4 2.5P 105 30 15 4 =
291335 STD+2 OH5
291343 STD OH3
291344 M22 X 25 STD+1 OH4 2.5P 115 30 17 4 —
291345 STD+2 OH5
291353 STD OH3
291354 M24 X 3 STD+1 OH4 2.5P 120 36 19 4 N
291355 STD+2 OH5
Material |5 Carbon|Medium | High Alloy Alloy Steel  [Ductile|Stainless|Copper| Brass | Brass |Bronze|Aluminum|Aluminum|Magnesium |Zinc Alloy
Steel Carbon | Carbon Steel Hardened Steel | Cast | Steel Casting Rolled Alloy Alloy Casting
Mild Steel | Steel Steel Iron Casting Casting
SUECER \ |02 e C045%~ 2 Y CT SCMAC  FCD| SUS | Cu | Bs | BsC| PB| AL |ACADC| MC | ZDC
TX-SFT O @) @) ©) ©) O o100 0] O ©) O O
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%ﬁﬁ‘éﬂ%ﬁﬁ%ﬁl High Performance Spiral Fluted Tap

TX'SFT SRNEHRIS Spiral Fluted Tap

Lc

= .
== SRR
THLGTH ‘ I ' N
LF
AN
HSSE P 35°
YRETFELE Thread Type: U BEfIUnit : mm
Sl ‘ SRR~ HEEER Y= L] =R IR W HE T
EDP NO. Thread Size Grade TAP Limit Lc LF THLGTH DCON NOF External Center
291361 STD OH1
291362 NO. 4 - 40 UNC | STD+1 OH2 2.5P 44 15 3 2 —
291363 STD+2 OH3
291372 STD OH2
291373 NO. 6 - 32 UNC | STD+1 OH3 2.5P 48 9.5 4 3 —
291374 STD+2 OH4
291382 STD OH2
291383 NO. 8 - 32 UNC | STD+1 OH3 2.5P 52 9.5 5 3 —
291384 STD+2 OH4
291392 STD OH2
291393 NO.10 - 24 UNC | STD+1 OH3 2.5P 60 12.7 55 3 —
291394 STD+2 OH4
291402 STD OH2
291403 NO.12 - 24 UNC | STD+1 OH3 2.5P 60 12.7 55 3 —
291404 STD+2 OH4
291413 STD OH3
291414 Ya - 20 UNC | STD+1 OH4 2.5P 62 15.2 6 3 —
291415 STD+2 OH5
291422 STD OH2
291423 Ya - 28 UNF STD+1 OH3 2.5P 62 10.9 6 3 —
291424 STD+2 OH4
291433 STD OH3
291434 %6 - 18 UNC | STD+1 OH4 2.5P 70 16.9 6.1 3 —
291435 STD+2 OH5
291442 STD OH2
291443 %6 - 24 UNF STD+1 OH3 2.5P 70 12.7 6.1 3 —
291444 STD+2 OH4



HSSE

TP

AN

35°

YRANFELE Thread Type: U

BEfIUnit : mm

s ‘ IRIR~ FEEER BE i =R IR e & 5REE
EDP NO. Thread Size Grade TAP Limit Lc LF THLGTH DCON NOF External Center
291453 STD OH3
291454 3% - 16 UNC STD+1 OH4 2.5P 75 19.1 7 3 —
291455 STD+2 OH5
291462 STD OH2
291463 3% - 24 UNF STD+1 OH3 2.5P 75 12.7 7 3 —
291464 STD+2 OH4
291473 STD OH3
291474 2 - 13 UNC STD+1 OH4 2.5P 85 234 9 3 —
291475 STD+2 OH5
291483 STD OH3
291484 > - 20 UNF STD+1 OH4 2.5P 85 15.2 9 3 =
291485 STD+2 OH5
291493 STD OH3
291494 5% - 11 UNC STD+1 OH4 2.5P 95 27.7 12 3 —
291495 STD+2 OH5
291503 STD OH3
291504 34 - 10 UNC STD+1 OH4 2.5P 105 30.5 14 4 =
291505 STD+2 OH5
291512 STD OH2
291513 34 - 16 UNF STD+1 OH3 2.5P 105 19.1 14 4 —
291514 STD+2 OH4
291523 STD OH3
291524 8 - 9 UNC STD+1 OH4 2.5P 115 33.9 17 4 =
291525 STD+2 OH5
291533 STD OH3
291534 1 - 8 UNC STD+1 OH4 2.5P 125 38.1 20 4 —
291535 STD+2 OH5
Material [ 5y, Carbon| Medium | High Alloy Alloy Steel  [Ductile|Stainless|Copper| Brass | Brass |Bronze|Aluminum|Aluminum|Magnesium |Zinc Alloy
Steel Carbon | Carbon Steel Hardened Steel | Cast | Steel Casting Rolled Alloy Alloy Casting
Mild Steel | Steel Steel Iron Casting Casting
SURECER \ |02 e C045%~ 2 T aCT SCMAC  FCD| SUS | Cu | Bs | BsC| PB| AL |ACADC| MC | ZDC
TX-SFT O O @) O O O OO0 0|0 O © O O
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mgﬁ&?;l:@% Recommended Drill Hole Size

INHIIRHET Metric screw threads

BE{iIUnit : mm

EFHIIBH] Unified screw threads

BE{IUnit : mm

e il TER NLE MEif.’gl:iImzllgd%. Mgaiﬁ;ﬁ\;:tf%a. G il R MLE JIs cTaJsIsszBEEﬁfE dia.
LT o | SmmER | mJIS2RA | 4HA | SHAE | 6HA LRI o | BT ALE | BATALE
For all limits For JIS class 2 For 4H For 5H For 6H Min. drill hole dia.| Max. drill hole dia.
M3X05 | 26 246 259 | 254] 257] 259| |NO.4-40UNC| 227 | 216 2.38
4X07 | 34 3.25 342 | 335| 338 342 6-32UNC| 277 | 265 2.89
5X08 | 43 414 433 | 425 429 433 8-32UNC| 342 | 331 3.53
6X1 5.1 4.92 515 | 506] 5.1 | 515 10-24UNC| 381 3.69 3.93
8X125 68 6.65 691 | 681] 685 691 12-24UNC| 447 | 435 4.59
8X1 7. 6.92 715 | 706 7.1 | 715 %4-20UNC| 512 | 498 5.25
10X15 | 86 8.38 867 | 852 861| 867 4-28UNF| 547 | 536 5.58
10X1.25| 88 8.65 891 | 881] 885 891 %6-18UNC| 657 | 641 6.73
12X1.75] 103 10.11 1044 1031/1037/10.44 %6-24 UNF| 691 6.79 7.03
12X15 | 106 1038 | 1067 |10.56]1061/10.67 %-16UNC| 798 | 78 8.15
14 X2 12 11.84 | 1221 12.07]12.13]12.21 %-24UNF| 851 8.39 8.63
16 X2 14 13.9 142 [1407/1413]1421 15-13UNC| 1081 | 106 11.02
18X25 | 155 153 157 |1557/15.64|15.74 15-20UNF| 1147 | 1133 | 116
20X25 | 175 17.3 177 |17.57|17.64|17.74 %-11UNC| 136 134 13.8
22X25 | 195 193 197 19.5719.64|19.74 %-10UNC| 166 16.4 16.8
24X3 | 21 208 212 [21.06]21.1521.25 %-16 UNF| 17.5 17.4 17.6
WA TACERREJIS2MR, 1S0, GHELBAR. %- SUNC| 195 | 19.2 19.7
(REEEJISHIRERIIHPIRAD) 1- 8UNC| 223 | 22 226

The recommended tap limit corresponds to the old JIS class 2, ISO, 6H and 2B internal thread standard.

t}]ﬁ|”|%1¢§ Cutting Conditions

B TX-SFT

YIHLERE 0

Cutting Speed

20

0
‘ (m/min)

ERS - (RS
Mild Steel
Low Carbon Steel

S25C

[
o

8-13

- Sk
Medium Carbon Steel
High Carbon Steel

S45C

A

Alloy Steel

SCM - SCr- SNCM

G - FAEM
(C20.3%)

Alloy Steel - Hardened Steel

SCM440
28~34HRC

AC
ADC

maEEN

Aluminum Alloy Casting

B FCD

3-7

Ductile Cast Iron
Advisable

1.BREBBRNM GG TEEESHTIHIEE.,

2. eI IR 14 SR P R o F XA T e

3RBEIMOARR TR E LR IBEE B S AMEE.

NI ElgEEE

Possible

ARSI TRFRATZ, HERXTDRERSE, EFERMELEEERENTIR.

(*) BERMIES

1. Cutting speed should be adjusted according to the machining conditions.
2. The indicated speeds and feeds are for tapping with water-soluble oil.
3. Depending on the coolant condition, it may be unable to achieve 100% performance.
4. Although taps with end mill shank are compatible with a collet holder,milling
holder and etc., use a holder with a detent.
( * ) Please set cutting speed carefully.

B



H%Ii FEE %2‘1% Trouble Shooting

fERE

Problem

PIsRE
RSB
Oversize Pitch
Diameter

2]

Specific Problem

YIHIBRZE

Chips Blocking

HR

Countermeasures

(1) (ERMRIEHIEL. FelmfiEo

Select spiral fluted tap and spiral point tap.

(2) FRABBEEHY . BRI,

Reduce number of flutes to provide extra chip room.

(3) BEMAEAEE.

Making drill hole diameter as large as possible.

(4) RFILRELE, BENMARLRE.

In the case of blind holes, make it as deep as possible.

(5) cBYIHIMRTERREIRIMITIE,

Change lubricant type and lubricating method.

ERRHRE

Incorrect Operating
Conditions

(1) ABEIHLRE,

Adjust cutting speed.

(2) BhLEAH IR FL NS

Prevent misalignment between taps and the drill hole.

(3) MBEAREIHIM R Z BB E S o

Use floating fixture on taps or working material.

(4) FAGENIHLRE, BilbHIREEImERRIT B\,

Adjust feeding speed to appropriate level and prevent thread deformation.

(5) FRARMHIERS (1REE/8%) /52X,

Use forced feed (pitch/turns)

(6) EAMIEEISEHIER.

Select machine with suitable capacity

(7) BhLEAHBURED.

Avoid runout of spindle

HRISGTIS

Tap Breakage

ERIRHTE

Incorrect Operating
Conditions

(1) BHELIELRE,

Reduce cutting speed.

(2) BALEEAMERI A BER R LA S

Prevent misalignment between taps and the drill hole.

(3) fERFENHHEIIRER,

Use a floating type tap holder.

(4) fERHBERRTUREITIR,

Use a tap holder that has torque adjustment function.

(B) BALEAMHBERIRSLIEERT 4o

Avoid taps hitting with the bottom of the drill hole.

HRIZEAZ)

Tap Breakage

ERIRETE

Incorrect Operating
Conditions

(1) BHEYIHIRE,

Reduce cutting speed.

(2) PR BERIERFL AR, R EEIZ )R @ E S,

Prevent misalignment between taps and the drill hole to reduce impact pressure from cutting side.

() MIEFLER, BIIRARERAPRIIR D56,

In the case of tapping blind holes, do not suddenly change rotating direction when retracting cutting tools.

(4) Bia=,

Prevent material adhesion

FEig
Wear
Problem

ERIRETE
Incorrect Operating
Conditions

(1) BHEYIHLRE,

Reduce cutting speed.

(2) cBYIHIMESE. YIRIRAGHTTE.

Change lubricant type and lubricating method.

(3) BrLLEFLBINNTRE L

Avoid work hardening of the hole after tapping.

8




shaping your dreams

#8238 Headquarters
820439 FifhELEXEH275R

No. 27, Dabao St., Gangshan Dist., Kaohsiung City 820439, Taiwan

TEL : +886-7-624-0338 FAX : +886-7-623-3137

B ILEEZERR Taipei Sales Office

241561 FHtH==EAER"ER695% 181E
18F, No. 69, Sec. 2, Guangfu Rd., Sanchong Dist., New Taipei City 241561, Taiwan

TEL : +886-2-8512-2900 FAX: +886-2-8511-2655

SIHEEEZERT Kaohsiung Sales Office
820110 =i#mEILEAT—iZ235%

No. 23, Bengong 1st Rd., Gangshan Dist., Kaohsiung City 820110, Taiwan
TEL : +886-7-621-6136 FAX : +886-7-621-6140

BREZRT Taichung Sales Office

403020 amfaEaEETERS7 35 1 218 EE (FBIREXIE)
12F-E, No.573, Sec. 2, Taiwan Blvd., West Dist., Taichung City 403020, Taiwan

TEL : +886-4-2359-6959 FAX : +886-4-2359-6958

N mepmrasE

* FAZEFBIRERYIN

© TEYINRFE TR, BELER.

© RERT. REEDR, SUAFLEERA.
* FEDERIERN.

- IOTHD, FEESTIERY.

© EAIER, TEAREARENER, FABAERALE. 8K RLESSHEYR. LRRS.

& 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 using immediately if you hear any abnormal sounds or the vibration is abnormal.
* Do not modify tools.

« Check the dimension of tool before processing for proper selection.

AEREIENER

Copyright ©2026 TAIHO TOOL MFG. Co,, Ltd. All rights reserved.

- WEEEETHR. MR, FAERPNTIEEINEEY, MRS TEH.

Products are often researched and improved.
Tool specifications are subject to change without notice.

- FERARFEDEREENER,

Reproduction and copy is prohibited.
2026.01



