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A-XPF

Highly Efficient Multi-purpose Forming Tap
A-XPF - A-OIL-XPF

A& HFL - A-OIL-XPF

With internal coolant holes

M5X0.8~M16X2
BN 25K

12 new items added

A

The A Brand




ez, RE8HH?

Do you have any problems with tapping?

SHLMTRMNFEERRZHBARE. A-XPF BRI SHR MRS, EtFTE
FRE. BRI ZINTAEFIIEISARIRIE = m.

Most tapping troubles are caused by unstable chip evacuation. The A-XPF forms threads by plastic deformation of the work material and does not generate
cutting chips. It is a revolutionary product that excels in a wide range of work materials and cutting conditions.

IQQ_QZ]DIE"JTQEE TOP3 Tapping Troubles
N°.1 ;ﬁ?ﬁ . E‘Em Breakage and chipping 26%

FERMERRE
No.2 E&*%EZ:E Dimensional error 17% ”'tJJE "
No.3 )=, AR caling 14% Ma‘";fctk‘?;zchip

Eﬂﬂ Others 43%
BRI AATRAGEES

Source: OSG Technical Consultation Division

THBRBER N

Improves productivity with zero cutting chips

ﬁ%gi%ﬁﬁi’]%& ;)E‘Z{EE Bﬂjj ;EIJHL,%IFEH” I Stable machining with reduced thrust
e

[PAT. in Japan] BERTR | A xpFM3x0.5 2p A-XPF LAGEF=& Conventional
Special chamfer [N] [N]
ificati g
B, TR SCMM0 GOMRD  d0f 0]
RILRY | ¢2.8x9mm(S57)
Drill Hole Size Blind 30 -rrrrrr e
e | )
gty BERE L emm@p) 7 7
LA % 20 g
%ﬁ*ﬁ’xg pIEEIES 15m/min 3 £
Et*ﬂé Cutting Speed (1,591min")
[PAT.in Japan] KA HELER 10
Special thread TIEE 204z
configuration Coolant ﬁ-som{tﬁe
Improves thread rigidity Chlorine-free (5%) ( Y
- 0.5 1 1.5 2
5 'y
P ﬂfg%‘)'“'b B (s) BiE] (s)

Machine Time Time

Vertical Machining Center

EtaLE S
VIRE

\[/T?Ia':.:; fizz:;]ted j]u I;‘ﬁ%‘z ° ﬂﬁj?\'ri EI\J }IEE%_ Improved machining efficiency and durability

to high-performance

taps
. 2\ =h—3 zIN
RSN, IRETDRRIE
Improved cutting edge rigidity by a special thread shape
. = — =)=
VI lﬁ@ m ILublrica?e layer
VI coating .__\ ﬁjg?ﬁ%
SR BEE=EE. maEaktt, BettiRmRE, & Wearresistant Layer
WAy BFsaEmnT ljEa=
*]J ;Eﬁﬁgm Coating with high-hardness, oxidation resistance, and excellent ToughnKess layer
Powder Metallurgy lubricity that is suitable for high-load machining o
HSS(CPM)
High wear resistance Base Metal
SR o= 5 i
RE® | RREE | BEGP) | m(c) | BN (\REMER) WERE | WERE | g
Coating Color Coating Structure Hardness Oxidation Strength Roughness o i R Toughness
Temperature
CrREGZEE
Black Cr-based composite multilayer film 45 1 ’ 100 © * © i\*? ©
VI RER0SG At hEMEHR, Vi coating is registered trademarks of 0SG Corporation. (1:,]_—\;&) O—0O—v¢ (%ﬁ::)
Fair Best

° 8
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Energy conservation by reducing machine downtime

D> BT BRI SEA T B #A R R R HERR Y] BRI RO LERT (8]

AISLIMREIELINT, MmpHEIIERIEE.

Reduction of tool change time caused by cutting chip troubles and machine downtime required for removing accumulated cutting chips.

By enabling stable and uninterrupted machining, power consumption can be reduced

4

TIEIZ23E Cutting taps A-XPF _
TBHREN~EE
YBREEFLIN TR =4 Visual image of accumulated cutting chips

Cutting chips only from pre-hole drilling! f Large  Feemmmm e ——— T
N 2y s E
7 i
2 :
8 22ERIYIE :
(L; Chips from 1
} } £ threading i
S 1
2 1
5 1
2 1
: i

3 EALESRIIE™

AT ; T g ’
Preiﬂe Drilling Erg}agﬂgl Pre—EhzlLeJJIErﬁng f"freading s @ E?Lﬁﬂ_ﬁtﬂlﬁ N Chips from pre-hole
2 Small ips from pre-hole drilling drilling
I[CE2%23 A-XPF
Cutting taps

PELEERSYIHMIRARETE, FEiED> 7 EEE
HRRE.

Forming taps do not generate cutting chips during threading, which reduces the overall amount of

KRR IR ERRIRTLR.

More chips because thread forming requires a larger pre-hole than thread

cutting.

chip accumulation.

XIRGHZEINT, AP EFY)

Compatible with mist coolant processing to reduce waste

RQHFLA-OIL-XPFEMEERAZINT, thaJEERERMHA L.

MENIAFTELERHR, ATRDEFY.
mETIERF kKD, BMTHEREARE.

The A-OIL-XPF with internal coolant holes provides stable durability even in mist coolant processing.

Mist coolant cutting eliminates the need for waste oil disposal, which helps reduce waste.

Furthermore, there is less scattering of cutting oil, which also leads to an improved work environment.

4

HHI}L%I Tapping Holes
4,900

2,900 3,900 5,900

3,0007| Holes

5,000?[, Holes

BE

Welding

EIEs
Still Running

LA A-OIL-XPF M5 0.8 2P
0 1,000
InTazet \ i
Work Material ADC12
RFLRT ®4.64x16mm (i&7L)
Drill Hole Size Through A-OIL-XPF
WELKE
Tappmgﬁngth 10mm (2D)
FIRLEE ; - Ny
e 60m/min (3,820min") k;{n{\f,ﬂ;ﬁ
HIEEF MQL (PIERfitiE)
Coolant Internal
(EFEH EMCART AL (HSK63)
Machine Horizontal Machining Center

A-OIL-XPF
5,000}[_. Holes

LAfEF=F Conventional
3,000%, Holes




DDI%UE Cutting Data

Al

TIADEIETVRRAIVIRE, AISCHIASRE - SRERIILT

Special chamfer specification and VI coating enable stable and high-efficiency machining

. /J\?é E’\J}JDI Small diameter threading

RARBE 7 SEI /M IN TRYML R At

_|.

Achieves excellent durability in small-diameter machining by reducing thrust

TR

Tool A-XPF M1X0.25 2P
INTA%

Work Material SUS420J2 (192HBW)
RFLRT ©0.91x3.5mm (57L)
Drill Hole Size Blind
WK

Tapping Length 2mm (2D)
PIELERE : .
Cutting Sxpeed 10m/min (3,183min")
PIEH IKEMELIELER 582015
Coolant Water-soluble Chlorine-free (5%)
{EFEAAR IEANTHG (BT30)
Machine Vertical Machining Center

an}Li& Tapping Holes
0 2,500 5,900 7,5‘00 1 0,900

BTk

=
10,0007¢ Holes still Running

A-XPF

iR

Breakage

A= R

Conventional

7,5617 Holes

BIER D ARSI T thA tH &AM At

Outstanding durability even when machining small-diameter threads in martensitic stainless steel

. %EE}E*Z*S‘IJJ”IE,‘Jt}J \ﬁu ]\E_EJEEKS O m/m i N Achieves cutting speed of 30m/min in high-hardness material

FMAVERERDEIER,

SIRINTEEEMR

High-speed machining of high-hardness material with the synergistic effect of VI Coating

EEIE A-XPF M6X1 2P NN ZFLEX Tapping Holes
] 0 3,000 6,000 9,000 12,000 15,000
(N SCM440 (30HRC) | | ‘ ‘ ‘ ‘
ork Material -
Y
BALRYT $5.52X19mm (&) LECOE i Wear
Drill Hole Size Blind A-XPF g5
=1
Iﬂﬁﬁf‘; 13,000}[, Holes W -
Tappingfength 12mm (2D) ear
Az 30m/min (1,591min"") * 2197 Hotes BIR
utting Speed N e Wi
; . LAEF ear
HIEH KA %%20{% Conventional iR
Coolant Water-soluble Chlorine-free (5%) 100%(, Holes e
(SR P EEINT G (BT40)
Machine Horizontal Machining Center
. N e - AEIE - FREIMISCM440 (30HRC
*ATHEIRR, DRt T Achges high-speed and stable machining \'(n SCM440(32J HRO)
For testing purposes, the conventional product was also used under high-
speed cutting condition.
. */Tii,n\ﬂ:% Guide for Icons
n 1‘7_”35 Tool Materials %EE&L‘IE Surface Treatment t}]ﬁ”%{# Cutting Conditions
oM PREER _— e SEED SRS R AT
Powder Metallurgy HSS(CPM) VI coating Indicates page number for cutting conditions

8



. W %B{;H\:;\E ’ {%%%@ﬁ Long tool life with internal coolant
RENEREBR, MISEEMEBIKSS

Sable tool wear enables long tool life in high-hardness material

Eﬂalﬁ A-OIL-XPF M10X 1.5 2P HDI}L’,!& Tapping Holes

0 1,000 2,000 3,000
InTAARt \ T 7 "
Work Material SCM440 (30HRC)

FLRS 9.25X25 & s
B @9.25x25mm (H7L) A-OIL-XPF 3,0003L hles .
WELKE
Tapping Length 20mm (2D)

PIRLEE ; - NP 15
Cutting Szpeed 15m/min (478min) LA m 2,500 Holes iR
e s, N Conventional Wear
HIEEF BRI ToR201S5(PRIBRHEtH)
Coolant Water-soluble Chlorine-free (5%) Internal
{EFEH EhEIn A0 (BT40)
Machine Horizontal Machining Center
A-OIL-XPF LAfEF= 58 Conventional
3,0007], Holes 2,5007L Holes
= N, —_ .
. |j\:| EB{;:I\:;E / ]:):EE % ﬂﬁj;{ﬁ'gllﬂz Improved resistance to welding with internal coolant
[m] = NN |
[E558E8R0IN T, LML BEENREINT
Achieves stable machining without welding in aluminum die casting
EfFIE A-OIL-XPF M5X 0.8 2P DO ZFLEY Tapping Holes
0 1,000 2,000 3,000

InIAARE \ " " "
Work Material ADC12
RFLRST p4.64x16mm (EFL s
Drill Hole Size Th(rough) A-OIL'XPF 3,0003, Holes zll Ru>:ning
WLLKE
Tappingfength 10mm (2D)
PIHEIERE ; .

: 50m/min (3,185min™")
Cutting Speed A-OIL-XPF
LI IKIBMEIEIRR TSR —20f5(PIEBAtm) 3,000%L Holes
Coolant Water-soluble Chlorine-free (5%) Internal
PG TRIMTHL (BT30)
Machine Vertical Machining Center




DDI%I}E Cutting Data

i

XN ERFLITRERBER EW/NASEZEINT

Suitable for small precision parts that are becoming thinner and lighter with little room for pre-hole

FEYIE#E (VIEIHEERK - 1P)

Short chamfer (length of chamfer: 1P)

. %Eggdﬁ*il-ﬁg}]ﬂl Machining of high-hardness material

FRIR A-XPF M6X1 1P

ool

Nk

Work Material SCM440(30HRC)
RFLRST ®5.52x15mm(57L)
Drill Hole Size Blind
WELKE

Tapping Length 12mm (2D)
PIRERE ; o
Cutting Sxpeed 10m/min(530min-")
PIEH ABHEIENHF To82045
Coolant Water-soluble Chlorine-free (5%)
EFRHA ErzCANT AL (BT40)
Machine Horizontal Machining Center

A-XPF

LAEFm

Conventional

DDI}L?& Tapping Holes
0 1 ,900 2,900 3,900 4,900 5,900

IR

Wear

4,000, Holes

Vawd =}
4,8597, Holes KR

8543, Holes ITIR
Breakage

1,0007, Holes <%
Large Chipping

. /J\?é E’\J}JDI Small diameter threading

Large Chipping

ECEFIE A-XPF M1X0.25 1P NN FLEK Tapping Holes
0 500 1,000 1,500 2,000 2,500
TR [ \ i " i "
i ot SUS420J2(192HBW) e
D] 2R %3
ﬁ}LRTf ®0.91 X3.5mm(§}L) 2,1603,, Holes Still Running
Drill Hole Size Blind A-XPF Tk
RJirek
WK E 2mm (2D) 2,160, Holes still Running
Tapping Length
IEES . . N
Frem
b= ize5 ABHEIEIERF TTE2065 i 5
Coolalnt Water-soluble Chlorine-free (5%) Conventional 1,4487|, Holes ?B’;—rj:l\@ge
EFEHA IEINTHE (BT30)
Machine Vertical Machining Center
+ > s =
. *qﬁ%i%éi%ﬂ*i ’ ﬁﬁjilrﬂzi%\/_\E Stable durability with special thread specification
%ﬂa = A-XPF M3X0.5 1P DA FLEK Tapping Holes
0 500 1,000 1,500 2,000
INTazst SUS304 \ \ \ \ \
Work Material 1,8002. YL
’ I AR
EFLRS »2.8X9mm(5FL) A'XPF o Still Running
Drill Hole Size Blind 1,8007], Holes ATYREE
. Still Running
WK
Tappingﬁength 6mm (2D) e
Al NPT 8007, Holes A
HEE 10m/min(1,061min-") LAEr=5a Large Chipping
Cutting Speed Conventional 2027, Holes ﬁj: Chioin
G ISR T 206 seTPPne
Coolant Water-soluble Chlorine-free (5%) -
. N IR 4007, Holes KR
SEFRHA UG (BT30) Hh A== m Large Chipping
Machine Vertical Machining Center Competitor 2007, Holes e

Large Chipping

A-XPF L\,{?IF:S'; Conventional
1,800FL Holes 800F, Holes

HBN B~ Competitor
4007, Holes




KSR EISETCEEAN VIR ESL B E I T

Stable machining with special chamfer specification and VI coating

KIZHRLY

Large thread

. Bﬁ'fEEIZHjj Thrust reduction

TR

Tool A-XPF M16X1.5 2P
InIAARE

Work Material SCM440(30HRC)
RFLRT ¢15.3X30mm(i&EFL)
Drill Hole Size Through
WLLKE

Tapping Length 30mm
PR . -
Cutting Sxpeed 15m/min(298min-")
HIEE IKAMELIEIER FoS201E
Coolant Water-soluble Chlorine-free (5%)
EFRHAR EhzUAN TGy (BTS0)
Machine Horizontal Machining Center

Thrust

LAEF=&
Conventional

5 10 15 20 25
B8 (s) Time

B SEEFHIRET AL

Stable durability in high-hardness material

SR A-XPF M16X 1.5 2P INTFLEL Tapping Holes
0 1,000 2,000 3,000 4,000 5,000
NI \ " " " 7 ’\
Work Material SCM440(30HRC) -
IR $15.3X30mm(iE7,) A e Wear
Drill Hole Size Through A-XPF .
il
iﬂﬁﬁg 30mm 4,4807F, Holes Wear
apping Length
’é}ﬂﬁ?ﬁjﬁ 15m/min(298min-") 2,5607], Holes EiR
g Speed LS 4 Wear
on
ALl I 5204 nvention sxio
Coolalnt Wa}tiiﬁs% LR)'Ié]éJ E}I\griﬁfﬁﬁee {(?%) Conventional 2,5607], Holes v%_e i’r‘
{SEFRHA EhEI0 TGl (BT50)
Machine Horizontal Machining Center
A-XPF LA{EF= & Conventional
4,4807|, Holes 2,5607(, Holes

;[D%IJFE¥L2][IIHTJE(J}J”IEE{’K 17 *:%\IHEHDI Stable machining by suppressing work hardening during pre-hole drilling

MEEABENEN TR TEEERER

Itis crucial to suppress work hardening in work materials such as stainless steel

.}LDWEE@EE Work Hardness Near Hole Entry

ADO-SUS [77 aemik 00 RY: @10 JTHH : SUS304
Carbide Drill Series for Stainless Steel and Titanium Alloy Size Work Material

O EMFEFMERTIRFN

Sharp Cutting Edge

YIRS, EIINTIRE Y

Reduces cutting resistance and suppresses work hardening

@XFAFENY "MEGA COOLER" P&
AR, EARATRREHE

New oil hole shape "MEGA COOLER" increases coolant flow

PAT.in Japan

MEGA COOLER Z2OSGHzt At Y MR,
MEGA COOLER s a registered trademark of OSG Corporation.

w
w1
o

~
=

N
w1
o

SA

® |

200

Vickers Hardness E innpaake
w
o
o

e,

=
w1
o

0 ‘ 0.2 0.4
BEFLEEAVEERS (mm)

Distance from the wall surface of the hole

&



%;&% ° % Ij_] I%\E ?ﬁ}j_zi_iiﬁ Highly Efficient Multi-purpose Forming Tap

A-XPF

Type 1
Lc

i
THLGTH 2k )
S
LU <

LF

DCON

Type 2
gc 3
(]
[a]

on i ‘

P10 THLGTH Lﬁ S

QQ‘

" LF |

i%é&*[l]% M gfzmm  Unitmm

Bms B RS BERR BE |(THERK 2K | 1288KE BTN iz AR EN[ES EF

EDP No Thread Size Grade | TAPLimit 2c LF THLGTH v} DCON Type External Center | Stock

8327814 STD RH4 2P o
M 1 X0.25 30 5.5 - 3 1 - B —

8327870 STD RH4 1P [

8327816 STD RH4 2P o
M 1.2 X 0.25 32 5.5 — 3 1 — B —

8327871 STD RH4 1P [ _

8327818 STD RH4 2P [ ]
M 14 X0.3 34 7 - 3 1 - B —

8327872 STD RH4 1P [

8327820 STD RH4 2P o
M 1.6 X 0.35 36 8 — 3 1 — B —

8327873 STD RH4 1P [

8327822 STD RH4 2P o
M 1.6 X 0.2 36 8 - 3 1 — B —

8327874 STD RH4 1P [ _

8327824 STD RH4 2P o
M 1.7 X 0.35 36 8 — 3 1 - B —

8327875 STD RH4 1P [

8327828 STD RH4 2P o
M 2 X04 40 8 - 3 1 - B —

8327876 STD RH4 1P [

8327832 STD RH4 2P o
M 23X 04 42 9.5 — 3 1 = B —

8327877 STD RH4 1P [
8327834 STD RH4 2P @
M 2.5 X 0.45 44 9.5 - 3 1 - B —

8327878 STD RH4 1P [
8327836 STD RH4 2P (]
M 2.6 X 0.45 44 9.5 — 3 1 - B —

8327879 STD RH4 1P [
8327837 STD RH5 4P Yes l
8327838 | M 3 X 0.5 STD RH5 2P 46 9 18 4 1 B !

8327880 STD RH5 1P [ _
8327841 STD RH6 4P Yes l
8327842 | M 4 X 0.7 STD RH6 2P 52 10 20 5 1 B i

8327881 STD RH6 1P [
8327845 STD RH6 4P Yes l
8327846 | M 5 X 0.8 STD RH6 2P 60 11 22 5.5 1 B l

8327882 STD RH6 1P [
8327849 STD RH7 4P Yes l
8327850 M 6 X1 STD RH7 2P 62 10 24 6 1 B l

8327883 STD RH7 1P [
8327851 STD RH7 4P o
M 8 X 1.25 70 12 - 6.2 2 - B —

8327852 STD RH7 2P o
8327853 STD RH7 4P o
M 8 X1 70 12 — 6.2 2 = B —

8327854 STD RH7 2P o

= NRIRIAIESEp 3.
= See p.3 for explanation of icons.

@ =#infEEEF R @ =Standard stock item

| NEXT b



BAfizmm  Unit:mm

RS IRERNT BERR BE |THERK 2K | B5EKE i< R AR ETES EZ
EDP No Thre ze Grade TAP Limit 2c LF THLGTH LU DCON Type External Center Stock
8327855 STD RH7 4P [ J
M10 X 1.5 75 15 - 7 2 - B —
8327856 STD RH7 2P [ J
8327857 STD RH7 4P o
M10 X 1.25 75 15 = 7 2 = B —
8327858 STD RH7 2P o
8327859 | M10 X 1 STD RH7 2P 75 15 - 7 2 — B|l@
8327860 STD RH8 4P o
M12 X 1.75 82 17 = 8.5 2 = B —
8327861 STD RH8 2P (]
8327862 | M12 X 1.5 STD RH7 2P 82 17 - 8.5 2 - B @
8327863 STD RH7 4P o
M12 X 1.25 82 17 = 8.5 2 = B —
8327864 STD RH7 2P o
8327865 | M12 X 1 STD RH7 2P 82 17 - 8.5 2 — B|l@®
8327866 | M14 X 2 STD RH10 2P 88 20 = 10.5 2 = B l@®
8327867 | M14 X 1.5 STD RH9 2P 88 20 — 10.5 2 - B @
8327868 | M16 X 2 STD RH10 2P 95 20 = 12.5 2 = B l@®
8327869 | M16 X 1.5 STD RH9 2P 95 20 - 12.5 2 - B @
8327884 | M18 X 2.5 STD RH11 2P 125 20 = 14 2 = B l@®
8327885 | M18 X 1.5 STD RH10 2P 110 15 - 14 2 - B @
8327886 | M20 X 2.5 STD RH11 2P 140 20 = 15 2 = B @
8327887 | M20 X 1.5 STD RH10 2P 125 15 — 15 2 - B @
8327888 | M22 X 25 STD RH11 2P 140 20 = 17 2 = B @
8327889 | M22 X 1.5 STD RH10 2P 125 15 - 17 2 - B @
8327890 | M24 X 3 STD RH13 2P 160 18 — 19 2 = B l@®
8327891 | M24 X 1.5 STD RH10 2P 140 15 - 19 2 - B @
@ =R EEFR @=Standard stock item
- BRTRRIK - TRERIU/SEBR ek, DRVSIES R ZAHA [FLINT - 188N TTE] . -Please refer to the “Drilling & Threading Tools” general catalog for length of external
TR RN A, center and shank square dimension 2k and DRVS.

1. The recommended TAP Limit corresponds to JIS class 2 internal thread standards.

y ol = .
PRERY EAZARH FERR, BRAZHI8UM. Upper limit of pitch diameter tolerance is same as RH limit, but tolerance is 18 um.

2. 4%&*%\@%521%&?9&%5{89%@, 2. TAP Limit does not gurantee thread limit for the internal thread after tapping.

3. M%GL,{:F%;E}}% - . 3. Thread Size = M2.6 : without oil groove.

4. ?BEU%’EK“P : P(BFLA) . 2P : B( E?Lﬁﬁz 1P S N 4. Rc 4P : P (for through holes), 2P : B (for blind holes), 1P : short chamfer

5. ATIRAKRIIENY, LHESATLFHBOREB TP £AKERS., 5. 1P of center surface and incomplete thread is remained to improve tap insertion of
(FSHEI PRI the drill holes. (Excluding short chamfer)

¥ RELESTIHZENRAERR, % The drill hole diameter for fluteless taps differs from fluted taps.
FELHENRIRTIESEGARAFINT BT TR, For drill hole size, please refer to the “Recommended Drill Hole Size for Fluteless

Taps (Nu-Roll Taps)” section in OSG's “Drilling & Threading Tools” general catalog.



W ;/7\\5$ }L’_"%_ 5‘(—& >_1?_< ) g IjJ IE\E }ﬁE%%& Highly Efficient Multi-purpose Forming Tap with internal Coolant Supply m

A-OIL-XPF

|
g =
(e}
DCON

U <
LF
Type 2
£c z
o
a
Fiaesecesad..] S I S
mm SPEED / ‘ @
L Vi ;E]Eg THLGTH 2k S
&
LF |
i%&*qlé M gBfzmm  Unit:mm
BmsS IR BERR BE |TEHERK 2K | 12850KE BTN i AR IR EF
EDP No. Thread Size Grade TAP Limit Bc LF THLGTH LU DCON Type External Center | Stock
8328000 M 5 X 0.8 STD RH6 2P 60 11 22 5.5 1 — B @
8328001 | M6 X 1 STD RH7 2P 62 10 24 6 1 = B @
8328002 | M 8 X 1.25 STD RH7 2P 70 12 - 6.2 2 — B @
8328003 | M 8 X 1 STD RH7 2P 70 12 — 6.2 2 = B @
8328004 | M10 X 1.5 STD RH7 2P 75 15 - 7 2 — B @
8328005 | M10 X 1.25 STD RH7 2P 75 15 = 7 2 = B @
8328006 | M10 X 1 STD RH7 2P 75 15 - 7 2 — B @
8328007 | M12 X 1.75 STD RH8 2P 82 17 = 8.5 2 = B l@®
8328008 | M12 X 1.25 STD RH7 2P 82 17 - 8.5 2 — B @
8328009 | M14 X 1.5 STD RH9 2P 88 20 = 10.5 2 = B @
8328010 | M16 X 2 STD RH10 2P 95 20 - 12.5 2 — B @
8328011 | M16 X 1.5 STD RH9 2P 95 20 = 12.5 2 = B @
= iRIRIRBIES % p.3, @ =infEERR @ =Standard stock item
= See p.3 for explanation of icons.
1. RBERE 2R PIRLI TR, 1. The recommended tap limit corresponds to JIS class 2 internal thread standards.
R EAZHIRH BEER, (BRAZER18um . Upper limit of pitch diameter tolerance is same as RH limit, but tolerance is 184m .
2. BRI IRIRE 2. TAP Limit does not guarantee thread limit for the internal thread after tapping.
3. {JHI#E2P: B 3.8c2P:B
4 KHTEFEIGEAY, StESRee FEOET 1P AHEIES. 4. t1lf O(SQﬁnr;(elr surface and incomplete thread is remained to improve tap insertion of
y RPN P e drill holes.
# }ﬁgégﬁr_ﬁw%“gﬁ‘iﬁ}%ﬂﬁ*@° 3 The drill hole diameter for fluteless taps differs from fluted taps.
FELHNRILRTIESEREHAILINT 85N TTA . For drill hole size, please refer to the “Recommended Drill Hole Size for Fluteless

Taps (Nu-Roll Taps)” section in OSG's "Drilling & Threading Tools" general catalog.



PIHISEAFEIESR cuting conditons

PIHIRE
Cutting Speed
(m/min)

NIz = o mragaEl
Work Material A-XPF M14 ~ ﬁi’ﬁﬂﬁﬂiﬁﬁé
ort Chamfer

‘ A-OIL-XPF M14 ~ -
BREM - {IARERIN - FPARERIN ~ ~ ~
Mild Steel - Low Carbon Steel - Medium Carbon Steel €<0.45% © 10 50 5 25 5 25
SRR ~ ~ ~
High Carbon Steel 0.45%=C @) 10~ 40 5~20 5~20
=k - ~ ~
/l\:IIon Steel SCM @) 10~35 5~15 5~15
AR - _ - -
Har:;ned Steel 25~35HRC © 5 30 5 15 5 15
5 ~ ~ ~
Cast Steel sC O 10~40 5~15 5~15
T SUS304 _ _ _
Stainless Steel SUS420 o 5~15 5~10 5~10
£l ~ ~ ~
Copper Cu © 10 30 5 20 5 15
B - AR Bs-BsC [©) 10 ~ 30 5~20 5~15
Brass - Brass Casting
saaL ~ - -
Aﬁjminum Rolled Steel Al © 20 50 10 30 10 25
BESHEHT . ~ ~ ~
Aﬁlrﬂnum Alloy Casting AC-ADC © 20 50 10 30 10 25
e - _ _
Zincl:/l\Ion Casting ZDC @) 10~30 5~ 15 5~15
BEO A&O BestO GoodO
I WHISEHREERERTKAEIERA (BR) . Note : The indicated speeds and feeds are for tapping with chlorine-free water soluble coolant.
#1 I IAEEMIEE AP ER S (R RAK AR, %1 : We recommend using non-water-soluble coolant or highly lubricated water-

soluble coolant for stainless steels.
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0OSG’s Environmental Initiatives

BHE B J/

Tool Reconditioning

TR BERN T EEE
7R, BT HARRMSIK
B RIFES].

Tool reconditioning contributes to resource conservation by bringing worn
cutting tools back to life, which is environmentally friendly and sustainable.




shaping your dreams
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0OSG Corporation

BREHL (Lig) 280
ik _ESHRKTRIKTIET133SIKTSREL 7T 22110E1003-07585T
EHiE: 021-52552588; f€E: 021-58883300;  Hp4®: 200051

BXEHL (Lig) FTFESFT
ik TR ETHhMES Sk | -28MKE 10042
FEiE: 0510-82739271; {&H: 0510-82739220; Hp4m: 214074

BXEH (ki) FSEESsAr
it ZHETHHREXKEE TR OSFHE506=
FEiE: 0553-5868160; fEE: 0553-5868190;  HE4Hm: 241000

BRLH (E8) HIHESAT
bk STAERH IR LR 251 S AETE HARE33A16
HEiE: 0512-62388327; {&H: 0512-62388320; HR4w: 215000

BREA (L) HuNmLIESHT
ik mTEmN R IR MO RS 0S RIRERR 174181 BT6032=
HiE: 0571-82757757; {&H: 0571-82757767; HER4w: 311215

BREA (LEiB) TIRESA
b AT ETIRHEN N X 2R ER466 S5 AE604-12
HEIE: 0574-88161548; {£E: 0574-88134670; HR4m: 315100

BREA (i) SRR
dohik: JRES MNRAXMAIREES 1615 hERR $HARE30012=A06-07587T
FHiE: 020-38210423;  {&HE: 020-38210425;  Hf4%: 510610

BREAL (L) YIS
et FRERYIHERXAE L AT R e RS O CRE21 122
FHiE: 0755-83566532; {&E: 0755-83558854; Mi4m: 518017

BXtHl (L) IERDRE]
ek JERHEARXEE A1 9SERAE 151#£20E01BZ=
EHiE: 010-85261018; fEE: 010-85261016;  HEZm: 100004

BXtHl (Eig) REDRE
Mk REHEF XD SR — SRR MR 1720E20072
HHiE: 022-23037566/022-27357729 HiRZ®: 300100

BXEHN (Lig) #BLLEESsAr
ek SREHIIhREEXEREEENERES T OA28R1213E
EiE: 0757-86777181 HRgm: 528200

B (L) AN
Hght: SARFERRN S LRI 138 S 2 ILIHIRF3 S 4% 182551002
FEiE: 186-3092-1318; BR%m: 450016

BREA (L) FAREESH
HbhiE: BRPREPARIARRK RN P EERRE W R (OARE20022=
EHiE: 029-88860594;  fEE: 029-86182003;  HB4m: 710018

Bt (E8) KESAE
Hollk: T TFEAEFARXECERAEB2006
F3i&: 0411-87655185; {EE: 0411-87655186; Hf4m: 116600

EXEH (Ei) BRHAE
ek WAREE Bt IHEE305HIAT 153 S#28551202=
EiF: 0532-66775787 f€H: 0532-66775797 HB4R: 266034

BREH (L) MEPRSESSAT
itk T EAmIL XI5 #E9-25 LR ERRCEE311
FHiE: 024-22852762 HR4%: 110000

R (L) KEHSM
lik: EMEE TN X1 S AR EFRARE8 045
FHiE: 0431-89388499; fEE: 0431-89230366; HB4m: 130012

BREA (LifE) PeERSRSSAT
otk )| EREB T EVR K A RIS 27 ST R ERR2451 5T803=
EHiE: 028-65783992;  f&E: 028-85005292;  HB4m: 610042

BREH (Efg) BRSSP
ik BRIt EEEEE18SHiaEi B ubg4E12-1
FEiE: 023-67136872; k%R : 401120

B (L) RS
ik HEE IR DY XS LR AEBEE1217=
FEiE: 027-85557360; HR4m: 430010

R (i) Fe=Sh
ek TREREHRTERSREE 1 SITCHRHI1)3405-03=
FEiE: 0769-81550050  {&EL: 0769-81550030; HB4R: 523845

Http://www.chinaosg.com

400 888 2086
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E-mail:business@chinaosg.com
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