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High-performance & Low-carbon Forming Tap
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Large web diameter
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Special thread configuration
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Original New Geometry
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Special thread configuration
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N By supplying more coolant near the cutting edge where the most heat is generated,
VI$)§ cooling effect is increased and durability is improved.
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High wear resistance
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Powder Metallurgy
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Cutting edge Coolant flow

RT 1 M6x1  {IHEE : BRiZ30m/minfIFRiR DTSR

Size:M6X 1 Cutting speed: 30m/min Computational fluid dynamics analysis result
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Please see p.6 for environmental
considerations
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High rigidity

2
%

BEX, MiTiRitES. SWRENSMALE.

Large web diameter improves breakage resistance.
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Achieves high durability without variation.
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AJYFEE still Running
BIYEEE still Running

| YREL still Runni

A selunning {EFITE : M1.4X0.3 1P
Tool

INT#A#E : SUS304

Work Material

WE © 2.8mm
Tapping Length

TIEIERE © 10m/min
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1,500 2,000 Cutting Speed

Formation of stable internal threads
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Special thread specification designed using computer simulation of plastic deformation to enable the formation of good

internal threads that will not collapse easily.
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Threading direction

THENAVESER O

Computer simulation of plastic deformation

{EFATA : M1.4X0.3 1P

Tool

INT#AHE - SUS304

Work Material

7L : ©1.28X4.5mm (LEb)

Drill Hole Size Blind

WWLLKE © 2.8mm

Tapping Length

YIEERE © 10m/min

Cutting Speed
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Coolant FT520Z
Water-soluble Chlorine-free (5%)
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Threading direction
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Internal threads machined by GRT

&



7] D I&}E Cutting Data
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Stable machining in difficult-to-machine stainless steel

* M1X0.25
EAEFIE GRT M1X0.25 1P INTFLEL Number of Machined Holes
iy 0 500 1,000 1,500 2,000
IOTEAR SUS304 | | ‘ ‘ |
ork Material =
1,5997,, Hol iR
J&FL ®0.91X3.5mm (5%.) ! oles Breakage
Drill Hole Size Blind GRT 1R
Ezi_i{’qjg mm 1,7627|, Holes Brea);(age
apping Length
415 . . R
cﬂuﬁi{%%eed 10m/min (3,183min™") SRS 1,1007, Holes Wear
Dl AT T 82018 Conventional 1,4007, Holes <
Coolant Water-soluble Chlorine-free (5%) Large Chipping
SEPAA ST (B130)
i ertical Machining Center
Machine o GRT LAfEF= 5 Conventional
1,700%( Holes 1,100%], Holes
*M6X1
E(TIE GRTM6X%X1 2P DO FLET Number of Machined Holes
0 200 400 600 800 1,000
InTHast \ \ \ I I "
Work Material SUS304 -~
BI4kE
JEFL $5.52X20mm (J\Eﬂ:) GRT 1,000, Holes Still Running
Drill Hole Size Through
WELKE Ny -
Tapping Length 12mm LFF& 500, Holes KR o
o Conventional Large Chipping
Cutting Sxpeed 7m/min (371min™")
e AT FS20(% GRT e ,
- ine- 1EF= A Conventional
Coolant Water-soluble Chlorine-free (5%) 1,000_7rl_, etk 50%3}[, il
{SEFEHUA SZENT G (BT30)
Machine Vertical Machining Center
NS AL MV NET =h—n¢
~ ~ 7 = 1
BB RIESM AL
Improved durability due to lubrication effect
E(TIE GRT M6X%X1 2P INTZFLEL Number of Machined Holes
AT 0 10,000 20,000 30,000
Work Material ADC12 ‘ ‘ . ‘
Ykt
J&FL $5.54X13mm (57l) 33,6007, Hol E‘L =S
Drill Hole Size Blind GRT oles still Running
Tapping Length mm ky\?If:z 1:'1::'1' 8,0007L, Holes %%—gﬁmﬁﬁgﬂ
PIEESES . . onventionai Limit gauge for screw thread
Cutting Sxpeed 56.5m/min (3,000min")
g = hize5 IKIBMEEHR FTTS101
Coolant Water-soluble Chlorine-free (10%)
SEFRHL ST (BT40)
Machine Vertical Machining Center
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Improved durability due to excellent surface roughness of the threads

Conventional

R~ :M6X1 R~ : M6X1
Size O Size O

[mM]0.6 [ [um] 0.6
0.4
0.2
0
-0.2
0.4 |ormmmmm oo 04
06 . . . . . 06 . . . . .
0 20 40 60 80 100 [um] 0 20 40 60 80 100 [um]
-{%EFIE GRT M6X1 2P NN FLEL Number of Machined Holes
aFI*jﬂ_ ' sasc ? Z,qOO 4,q00 6,q00 8,q00 10,900
ork Material m——
n pAuys
J&FL ®5.52X20mm (iE7L) GRT 10,0007, Holes still Rufning
Drill Hole Size Through
WELLKE Ny o
Tappingfength 12mm U\?Ef"'l% 4,0007L Holes W@L"'\
tﬂﬁuiﬁ}# Conventional ear
s Szpeed 15m/min (796min)
TR BRI 200
Coolant Water-soluble Chlorine-free (5%)
{EFEHARL SZRINT G (BT30)
Machine Vertical Machining Center
=E
EIEHAN (SUJ3) RYIIT
Threading in high carbon chromium bearing steel (SUJ3)
'{EfIHIE GRT M6X1 2P I FLEL Number of Machined Holes
TTHH sus3 ? 300 1.q00 1200 2,900
Work Material -
&7l ®5.54X15mm (57L) GRT 2,100%,, Holes o
Drill Hole Size Blind
WK N SR PR BRE
Tappingfength 11mm L/L?ile%l 1,6807|, Holes GPOUT .
Conventiona Limit gauge for screw thread
PIRLEE i in-
Gl Gt 9.4m/min (500min)
FIRIHE BHEDELHF TTS106E
Coolant Water-soluble Chlorine-free (10%)
{SEFRHA SRINTHG (BT40)
Machine Vertical Machining Center
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Bf:mm  Unit:mm

R~ BERR| BE | EER ek | BSEKE E LTS ENEN EF
Thread Size Grade | TAP Limit 2c LF THLGTH LU DCON External Center Stock
8328300 | M1 X 0.25 1P 30 5.5 7 3 - ()
8328301 | M1.2 X 0.25 1P 32 6.5 9 3 — o
8328302 | M1.4 X 0.3 RH4 1P 34 7 10 3 - ()
8328305 2P _
M2 X 0.4 40 9 14 3 @
8328306 1P — o
8328309 | 13 x 05 RH5 2> | 46 10.5 17 4 - @
8328310 ’ STD 1P ’ - Bl @
8328311 2P — o
M4 X 0.7 52 12 20 5 —
8328312 o 1P - ([ )
8328313 2P - ()
M5 X 0.8 60 13 22 5.5 —
8328314 1P - [ )
8328315 2P - ([ )
M6 X 1 RH7 62 14 24 6 ——
8328316 1P - o

- {REBIU/5EBR T Lk, DRVSIESHRAHA [FLINT BoNTTA] .
1REERE MRS,
SHEH_ ERNZFIRH FEEHIER], (BRAZER18um.
2. LB AR R PUIRSIHIREEE.
3.UIHISER2P: B, 1P: fEHI#E
A NTIRFRFBNGE, SFERE T 1P LGRS,
BRSO LE TR,
FELHENRIRTIESEGEHA [FLINT B8nITE] .

t}] ﬁ” %14:%;&% Cutting Condition

@ =inEEFR @=Standard stock item

-Please refer to the “Drilling & Threading Tools” general catalog for length of shank
square dimension 2k and DRVS.

1. The recommended TAP Limit corresponds to JIS class 2 internal thread standards.
Upper limit of pitch diameter tolerance is same as RH limit, but tolerance is 18 um.

2. TAP Limit does not gurantee thread limit for the internal thread after tapping.

3. 8c 2P :B, 1P : short chamfer

4. Approximately 1P of the insertion guide is left to improve the insertion into the
pre-hole (excluding short chamfer).

% The drill hole diameter for forming taps differs from fluted taps.
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.

e e
BREN - {FRBRERIN - FRBEREN Mildsteel: Low CarbonSteel- | €<0.45% 15~40 ¢)
=M High Carbon Steel 0.45%=C 15~30 (@)
BB Alloy Steel SCM 15~30 ©)
VEJZREX Hardened Steel 25~35HRC 5~20 (©)
54 cast steel e 15~40 O
BB stainless Steel SUS304-SUS420 5~15 o
£ copper Cu 10~30 ©
A - EHFS544 Brass - Brass Casting Bs-BsC 10~30 O
$BELHIEX Aluminum Rolled Steel Al 20~50 ©)
EESEE5H Aluminum Alloy Casting AC-ADC 20~40 O
FEESTHE Zinc Alloy Casting ZDC 10~30 (@)

i RISAEERERT/KEEIEET (TR) .
* 1IN TASEINIE6E AR P B Seilis L RAOK B I TI M.

®IEO &EO BestO Good O

Note : The indicated speeds and feeds are for tapping with chlorine-free
water-soluble coolant.
*1 : We recommend using non-water-soluble coolant or highly lubricated
water-soluble coolant for stainless steels.
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Selection of GRT that leads to carbon neutrality

GREEN TAPXRRFHIF ST iE

Green Tap uses a new and original manufacturing method

SLiERE, 8RO HIESREPRIFEEE, MMiE35%89COHIME

CO:z emissions are decreased by 35% by reducing power consumption during manufacturing compared to conventional methods

5]) GRT Mé6x1

FIIERS CO A ERIR D=
Example: Reduction ratio of CO2 emissions
during manufacturing of GRTM6 X 1

GRT

COHME T oplarmm

>35%

35% reduction versus conventional product

TSR FETARSEREEHITIILT, MMPEEREEE.
Itehh, eXegR > TIERIRE,

Longer tool life enables uninterrupted machining, reduces power consumption, and also reduces waste.

See pages 3 to 4 for tool
performance

GRT LT bCFPAY
\ =F A a m—i LH;:FU—‘—D TE?% >>>
L)\1%]:FI ﬂ:iﬁﬁ'ﬁl‘ﬂ&!}rl EI\J {E\EE&I}:—L Afo Proposal for reducing carbon

Low-carbon products made with consideration for the environment. footprint of products

0 S G —HX T EFIFEER

0OSG’s Environmental Initiatives

BE - BiRE

Tool Reconditioning

Fo LB ERN T RRENIE
FFE, BT HORFEMSEK
MR RGN,

Tool reconditioning contributes to resource

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




shaping your dreams

Rt (1) BETEERAT

EREH (Ei) AEB
ek EEHRTRETE11335KTRELHT1H21E10E1003-07 85T
E3iE: 021-52552588; fEE: 021-58883300;  HB4®: 200051

BREH (L) LRSS
ik ST ERHTIES SRR 1 -2 AE 1004
FBiE: 0510-82739271; {&E: 0510-82739220;

BXEAL (L) F#isRSSAT
ot AT HEIKHERE IR OEFE2101=
EiE: 0553-5868160; f&&: 0553-5868190;

RREHN (i) TwNEESSAr
M STHEHN R X FEiRg25 1 SR 1HARE33A16
HiE: 0512-62388327; {&H: 0512-62388320; Hp4%: 215000

BREAN (L) RIS
otk LT ERM ALK T OIS 0S KRERR 740E1 85T603=
BBiE: 0571-82757757; {&HE: 0571-82757767; Hi4R: 311215

BRLH (E) TiRESHE
bt T ETIREM X 2R R PE8466S B AE604-12=
Eif: 0574-88161548; {&HE: 0574-88134670; HE4H: 315100

EBREAL (£ T aE
Mtk FARETMN BRI RIS 161Sh=ERR 1HARE3001EA06-078
JCEEIE: 020-38210423;  {&EL: 020-38210425;  HB4R: 510610

BXE (Lig) RYISESHT
ik FRERY IS EAKAE L AT R H RSO CEER21122E
EBiE: 0755-83566532; {&H: 0755-83558854; Hp4%: 518017

BREA (LEi) dbmnad
et JERTERAKEEIISMAE 1 9SEIRAE 1 S1#20/201BE
HEiE: 010-85261018;  {EE: 010-85261016;  ER4: 100004

BREA (L) KEDAE
flit: KRR KBS SR — S R 1720/52007=
FHiE: 022-23037566/022-27357729 HR%m: 300100

BREA (L) FhLUSESAT
ik RESUTRESKEETEE HERERTOAMR1213%
HEiE: 0757-86777181 HB%R: 528200

BRgm: 214074

Hikgm: 241000

Http://www.chinaosg.com

400 888 2086

9:00~12:00/13:00~17:00 swixEKSH

E-mail:business@chinaosg.com

BREA (L) XBINEESSAr
ek ARSI TS LRI 138 SiZ LEAF3E5#1 8551002
FHiE: 186-3092-1318; HRgm: 450016
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todlk: BREEEFRTARR KRS P EERE I OABE2002E
FBiE: 029-88860594; f&H: 029-86182003;  HB4®: 710018
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ik TTEXEFEXICERKEB2006

EBiE: 0411-87655185; {&E: 0411-87655186; HE4m: 116600
BRHl (L) FBoad

et (WREBSHHItX K305 HiA A3 514255t 1202=
EBiE: 0532-66775787  {EHE: 0532-66775797  Hf4m: 266034

BXEA (Lig) JPRESAT
kT EIAmINKILRE19-25 CEERCEE1311
FHiE: 024-22852762 #Rgm: 110000

BXtH (Lig) KESSHR
ik EMERKENET X TR LKERRAES04S
FEIE: 0431-89388499; {&H: 0431-89230366;

BREH (Li5) RREBESSAT
tdik: )| AR R R X A ORI B IR 27 SR ERR 2151 BT803E
% 028-65783992;  {EH: 028-85005292;  HR4R: 610042

BRLH () BRESAH
it ERTAIEKIEES K18 SPiEamuG40E1 2-1
& 023-67136872; HBgm: 401120

#Rgm: 130012

BXEA (ki) EIRESH
Ml I ERIRH DX KSR LRAEBEE1217E
FEiE: 027-85557360; HRg®: 430010

BREH (LiB) FREESH
ik TARERENKREKEME1SITCHRIAF(3405-03%
EEi%: 0769-81550050  {5E: 0769-81550030; HE4m: 523845
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