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Drill & Tap Series for High Hardness Steels and Dies
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. ﬁiaﬂgﬁlﬁ Guide for Icons
*a E Tool Materials

CARBIDE 372
Tungsten Carbide
BRMREER
High Grade Powder Metallurgy HSS (XPM)

%E*a’,ﬁ Surface Treatment

=
v

WXSiRE
WX Super Coating

ViEER(E6ZERE)

V (Composite Multi-layered) Coating

Eﬁmﬂ:‘!’éﬁ Tolerance for Drill Diameter

g@ BRI SE
Tolerance for drill diameter.

SR shank
TR,

FIT Suitable for the shrink holder system.

Eﬁﬁﬁ Helix Angle

12~20°

Fthsk. LERYOIEETER.

Display helix angle of flute for drills and taps.
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%ﬁﬁg% ° ﬁam ;LBHIEEI%E Cutting Tool Selection Map
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WH70-DRL p7

(S%Utei%ﬁw)rh Long Neck FHL'GDTS
FH'GDS ((E708Y)) Stub FH'GDN (5=778Y) Medium

(BEERPEEX) .. VPH-GDS

VX-OT p.13

VX-TPT p.14
\

WH62-OT EEtR&ER) special

(ERESFAE)  ADF (LS)-2D

E(»Aj?é%%%ﬁgadmg Drill FX'LDS

fimA

Countersink

40 50 60 (HRO)
INIT#AFHERE Hardness of Work Materials
SGHMELIEER T ERSESLET |, B TVE20% REETIEERREE, When using non-water-soluble oil, reduce cutting speed by 20% of the recommended condition.
SLEFRBAS, sehEBREN T RHEBANTDERS!

Along with our conventional products, these tools provide total support for your die machining needs!

RS ek

ERAESHL BREE=7# EIERFLES A-TAP SREERT)

Carbide Drill Mega Muscle Drills HSS Extra-Long Drill Highly Efficient Multi-Purpose Tap Thread Mill




%ﬁrg%m@,ﬁég%ﬁ% (~ 5 5 H R C) Carbide Drill for High Hardness Steel (up to 55HRC)

WH55-5D

RFZAET] L
R thinning

=
I
i

CREE5
12~20°} FIT

B{7:mm Unit:mm

s ‘ Mz B 2K iz Bms Gz K 2K twz
EDP No Dc 2 L Ds EDP No. Dc 2 L Ds
3312200 2 18 63 3312700 7 56 102
3312250 25 23 73 4 3312750 7.5 60 8
3312280 2.8 27 3312780 7.8 64 118
3312300 3 29 3312800 8
3312330 3.3 32 3312850 8.5 68
3312350 3.5 78 3312870 8.7 70 128
3312380 3.8 36 3312880 8.8 72
3312400 4 3312900 9 10
3312420 4.2 38 3312950 9.5 76
3312450 4.5 41 88 6 3312980 9.8 30 136
3312480 4.8 45 3313000 | 10
3312500 5 3313030 | 10.3 84
3312510 5.1 42 3313050 | 10.5 146
3312550 5.5 44 9 3313080 | 10.8 88
3312580 5.8 48 3313100 | 11 12
3312600 6 3313150 | 11.5 92
3312650 6.5 52 102 8 3313180 | 11.8 % 156
3312680 6.8 56 3313200 | 12
® IRiCiHEIESEP], @ See p. 1 for explanation of marks.
ESERIFEHELAR, BRSNS - KE - BEIFHTR
Please contact our sales staff for more information. Custom order with specific requests on diameter, length and accuracy is accepted.
t}]ﬁ“%‘#g;ﬁ% Cutting Conditions
STRIN - AR - R
%ﬁiﬁ%ﬁgé%}%;@m DAC55. DH31S. SKD61. SKD11. STAVAXZ
Special Alloy Steeésk[})-{éa]r(gsggﬁeSgiﬁ\ga)Prehardened Steels 45~50H Rc 50~55HRC
40~45HRC
it 30~50m/min 20~30m/min 20~30m/min
IME R e g IR Bia g 235 BHAE
Drill Dia Speed Feed Rate Speed Feed Rate Speed Feed Rate
(mm) (min-1) (mm/rev) (min-1) (mm/rev) (min) (mm/rev)
6,400 0.02 ~ 0.04 4,000 0.02 ~ 0.04 4,000 0.02 ~ 0.04
4,200 0.03 ~ 0.06 2,700 0.03 ~ 0.06 2,700 0.03 ~ 0.06
3,200 0.04 ~ 0.08 2,000 0.04 ~ 0.08 2,000 0.04 ~ 0.08
2,500 0.05 ~ 0.1 1,600 0.05 ~ 0.1 1,600 0.05 ~ 0.1
2,100 0.06 ~ 0.12 1,300 0.06 ~ 0.12 1,300 0.06 ~0.12
1,600 0.08 ~ 0.16 1,000 0.08 ~ 0.16 1,000 0.08 ~ 0.16
1,300 0.1 ~0.2 800 0.1 ~ 0.2 800 0.1 ~0.2
1,100 0.12 ~ 0.24 700 0.12 ~ 0.24 700 0.12 ~0.24

1. IEI SRR ZRIE AT A I RBAS AN T,

1. The indicated speeds and feeds are for water-soluble oil.

2. Suitable cutting fluid is water-soluble high density oil (less than 20 times dilution).

3. When using non-water-soluble oil or water-soluble oil (over 20 times dilution),
reduce cutting speed by 30%.

4. When inserting a drill into the machine, use a collet that does not have any scratches or
dust located within internal bore. Also, reduce deflection of drill to less than 0.02mm.

5. Fasten the work material to reduce the possibility of work deformation, deflection of
machined surface, or vibration.

2. (L AR 20EL TR EKIE I E .

3. EFMME T BIREE R EERBI 20150, IRIEREIE TE30%.

4. FEREELRT, BERTRG , TRiSHBRETL, 4
FEERREHE.02mm LT,

5. THRIFBIMHEITER, Tikal.




. %1-3‘1 DACSS*Z*J‘E?&?E*,%E~ %W—*—HHI ! Stable machining on DAC55 even high performance.

ERTH &5 ¢ 5.1
Tool WH55-5D ¢5.1 Conl:\l/DentionaI
INTAATER

Work Material DAC55(48HRC)
YIEERE 30m/min 18m/min
Cutting Speed (1,872min") (1,123min™")
HEE 131Tmm/min 74mm/min
Feed Rate (0.07mm/rev) (0.06mm/rev)
TR 15mm (2.9D57L)

Depth of Hole Blind
HIEHF BT

Coolant Water-Soluble Chlorine-Free (External)
{EFRALARE SZRINTHG

Machine Vertical Machining Center

BDI}L%Z Number of Holes
100 2(‘)0 390 490 500

EI4REEANT
Still Running

WH55-5D

&5~ m

Conventional

iR

Breakage

WH55-5DFREMT400L/5, 7JEIREHRG, MAHEEINT. L4 minIA %200
HBLTR,

WH55-5D showed a stable drilling, no damage after 400 holes. Conventional tool showed a big
damage and less than 200 holes tool life.

. STAVAX %E&%ﬁnul ! Astable and a long tool life against STAVAX.

fERIR

Tool WH55-5D ¢5.1
INTARR

Work MatJ\erial STAVAX (52HRC)
PIHRE : .
Cutting Sxpeed 17.5m/min (1,092min")
gﬁ%te 76mm/min (0.07mm/rev)
(2T

Step Feed 3mm (0.6D)

LR 15mm (29D 57L)
Depth of Hole Blind
HIEUHEY IKB IR
Coolant Water-Soluble Chlorine-Free (External)
{5 FEAAR SRINTHL
Machine Vertical Machining Center

BDI}L&W Number of Holes
1?0 2?0 3?0 490

BI4RERINT
Still Running

&5 m 2907, Holes TR
Conventional Chipping

WH55-5D

WHS55-5D7EINT Y 300 FLLAS | $53kisE s, MET4Ein T, SNERARRARE
WH55-5D shows no damage and capable continued operation after 300 holes. Please see
above for the difference of wear.

. -X‘EHHI*Z*?'- DH31$ Hg*,%xFE,JI]I Stable operation on difficult to machine DH31S.

LG WH55-5D ¢8.5

ool

INTAAR

e o DH31S (53HRC)
PR : .
Cutting ;eed 30m/min (1,123min")
Eﬁ;izte 191mm/min (0.177mm/rev)
LR 25mm (2.9DiE7L)
Depth of Hole Through
HIEEF IKIBEIARF
Coolant Water-Soluble Chlorine-Free (External)
BRI Sz LN BT40)
Machine Vertical Machining Center

M INT1007LER9BR A

After Drilling 100 Holes

W A

Durability Performance

35 0,04 NE———————
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Cutting Edge Wear i
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0 4 6 8 100 1:'20
INTFLEL Number of Holes
XS DH31S M EMNT 1007/, #hsk ERBHVNEIR. ME7IME , BRI,

After 100 holes, minor wear against tough DH31S. No chipping and excellent stableness.
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%ﬁﬁrﬁi( ~ 5 5 H RC ) mﬁﬁaﬁm;@;m}lﬁﬁ% Carbide Drill with Oil Hole for High Hardness Steel (up to 55HRC)

WHOS55-5D

——y & ﬁ!% . =1 g
RAZHET) :
R thinning
L
EReSE
12~0’} FIT N ,
BfZ:mm  Unit:mm
s ‘ Mz B £K 1wz Bms ‘ IME N K (s
No. Dc 2 L Ds No. Dc 2 L Ds
3316330 3.3 3316570 5.7 46
3316340 34 32 3316580 5.8 92 6
3316349 3.49 3316590 5.9 48
3316350 3.5 3316600 6
3316360 3.6 34 78 3316650 6.5 52
3316370 3.7 3316680 6.8 56 102
3316380 3.8 3316700 7 8
3316390 3.9 36 3316750 7.5 60
3316400 4 3316780 7.8 64 118
3316410 4.1 3316800 8
3316415 4.15 38 3316850 8.5 68
3316420 4.2 3316858 8.58 70
3316430 4.3 3316870 8.7 128
3316440 4.4 41 6 3316880 8.8 72
3316450 4.5 88 3316900 9 10
3316460 4.6 43 3316950 9.5 76
3316470 4.7 3316980 9.8 136
3316480 4.8 3316997 9.97 80
3316490 4.9 45 3317000 | 10
3316500 5 3317030 10.3 84
3316510 5.1 42 3317050 | 10.5 146
3316520 5.2 3317080 | 10.8 88
3316530 5.3 3317100 | 11 12
3316540 5.4 44 92 3317150 | 11.5 92
3316550 5.5 3317156 | 11.56 94 156
3316556 5.56 46 3317180 | 11.8 %
3316560 5.6 3317200 | 12
OIRICIHAFIESE P, ® See p. 1 for explanation of marks.
ESERESISWAR, IRHRESME - 118 - EAOIERG
Please contact our sales staff for more information. Custom order with specific requests on diameter, length and accuracy is accepted.
tﬂﬁ“%{#g;&i Cutting Conditions
AN - AN - FREEEN
| SKD61 GEEIR ) DAC55. DH31S. SKD61. SKD11. STAVAXZ:
Special Alloy Sreeéskggr(gsggﬁeSrEii\esa;?rehardened Steels 45 SOH RC 50 55HRC
40~45HRC
ot 30~50m/min 20~30m/min 20~30m/min
2303 SR 2303 HEE R BHEE
Speed Feed Rate Speed Feed Rate Speed Feed Rate
(min-1) (mm/rev) (min-1) (mm/rev) (min-1) (mm/rev)
3,900 0.03 ~ 0.07 2,400 0.03 ~ 0.07 2,400 0.03 ~ 0.07
3,200 0.04 ~ 0.08 2,000 0.04 ~ 0.08 2,000 0.04 ~ 0.08
2,500 0.05 ~ 0.1 1,600 0.05 ~ 0.1 1,600 0.05 ~ 0.1
2,100 0.06 ~ 0.12 1,300 0.06 ~0.12 1,300 0.06 ~0.12
1,600 0.08 ~ 0.16 1,000 0.08 ~ 0.16 1,000 0.08 ~ 0.16
1,300 0.1 ~0.2 800 0.1 ~0.2 800 0.1 ~0.2
12 1,100 0.12 ~ 0.24 700 0.12 ~0.24 700 0.12 ~0.24
1. B S ERRIE R TAEIEI RSN T, 1. The indicated speeds and feeds are for water-soluble oil.
2. BT 20fEL RO BB IR, 2. Suitable cutting fluid is water-soluble high density oil (less than 20 times dilution).
3. (EE M R e & R RS ==BIE 20120, IHIEEISE TE30%., 3. When using non-water-soluble oil or water-soluble oil (over 20 times dilution), reduce
4. FeFERLRT, BEATRG , THISHEREISL, HiE cutting speed by 30%.

RRABENEHIE0.02mm LIT,
5. THRIFBIHEIFTER , Tikol.
6. HISHEERIEMITIR, EHRREESUREIIIEN,

4. When inserting a drill into the machine, use a collet that does not have any scratches or
dust located within internal bore. Also, reduce deflection of drill to less than 0.02mm.

5. Fasten the work material to reduce the possibility of work deformation, deflection of
machined surface, or vibration.

6. A clogged oil hole can lead to a breakage. Make sure that a filter is attached to the oil feeder.

®




B BB AIMIRATE outstanding durability

ERATE WHO55-5D 8.5 BWERERIZ Wear Changes
Tool (M) U0 ===
INTAATER
Work Material DH315 (53HRC) B0 005 Foeee i I
FOPnTe ﬁu }ﬁ'}ﬁ Breakage
IR ; in 7]
Cutting Speed 30m/min (1,123min™") % 004l e -
U
AR . .
o Rate 191mm/min (0.17mm/rev) F 00 e ot
TR 24.5mm (2.9D 57L) T A
Depth of Hole Blind @
it o . £ —— WHO55-5D $—ig , =it
IR IKBHELIE S 00| L No1  'No2
Coolant Water-Soluble Chlorine-Free (Internal) — Ef AT R SR BT
Competitor No.1, No.2
BRI 70NN BT40) 0 1 1 1 1 1 1 i
Machine Vertical Machining Center 0 50 100 150 200 250 300 350
INTFLEL Number of Holes

.,]uI300}LE After Drilling 300 Holes I?L?F*Eﬁ?ﬁ Distribution of Hole Enlargement

(M) 002 (- me e eeme oo

WHO55-5D EBATFR  Competitor o
0.015

TSy

Oversize Margin [fI><%
o
o
&

FL.A Hole Entry ‘ Rl Center ‘ FLA Hole Exit LA Hole Entry ‘ At Center ‘ FLA Hole Exit

HAtBAEIFF Competitor

BB, $5—XAILAINI 3004l , (ERFREERIRA. 1 WHOS55-5D HRILASSHIREMAAIINT.
INTFLEH KERZWARLL, AT, I KEEFHILANEE, B2 WHOS5-5DAIESE T K EIEHIERINER.
The first trial by the competitor tool drilled 300 holes with large variances in cutting wear. The WHO55-5D, on the other hand, exhibited stable durability

throughout the trial. Moreover, the competitor tool exhibited hole enlargement tendency, while the WHO55-5D was able to suppress the amount of oversize
margin to a minimum.

. ﬁﬁﬁ‘gﬁ'ﬁﬁgttﬁ Performance comparison of reground products.

[Ed=hm=] WHO55-5D (3FiRR) ¢8.5 B EiJJEREES  Photo of Rake Face W S7JERIEB S Photo of Flank Face
Tool Special Order Product- Reground r

TR

s o DH31S (53HRC)

FIEIERE : .

Cutting Sxpeed 30m/min (1,123min")

oy = ’Y[“

Eﬁite 191mm/min (0.17mm/rev) :

1R 24.5mm (2.9DS4) I%J%W%E’\J,Eﬁ):'r Photo of Peripheral Margin
Depth of Hole Blind ;

HIEEF KB MEIEHRY

Coolant Water-Soluble Chlorine-Free (Internal)

EFRHAR Sz AN BT40)

Machine Vertical Machining Center

BREREALINITI80 M. TAIHRTR, SIEATZ LARETEHITHIE, 3, BEmRETLIREED.

It was able to machine 80 holes. There was no initial breakage and only ordinary wear was exhibited. It is possible to extend its tool life by recoating.

posid o]




%ﬁirg%( ~ 70H RC ) mﬁﬁﬁéﬁsﬁ% Carbide Drill for High Hardness Steel (up to 70HRC)

WH?70-DRL

g
e — g P %% %@ | e i
(Dc<24) (24=Dc<4) (Dcz=4)
L
ERBEE
12°] FIT )
B{Z:mm  Unit:mm
ﬁﬁ%Na‘ GME B £K 1wz S No. N £K 1wz
EDP No Dc 2 L Ds EDP No. [) L Ds

3318200 2 12 22 3318710 7.1

3318210 2.1 3318720 7.2

3318220 2.2 13 3 3318730 7.3 45

3318230 2.3 3318740 7.4

3318240 24 3318750 75 94 8

3318250 2.5 14 44 3 3318760 7.6

3318260 2.6 3318770 7.7

3318270 2.7 3318780 7.8

3318280 2.8 16 26 3318790 7.9

3318290 2.9 3318800 8 50

3318300 3 3318810 8.1

3318310 3.1 3318820 8.2

3318320 3.2 18 48 3318830 8.3

3318330 3.3 3318840 8.4

3318340 34 3318850 8.5 101 9

3318350 3.5 20 50 4 3318860 8.6

3318360 3.6 3318870 8.7

3318370 3.7 3318880 8.8

3318380 3.8 3318890 8.9

3318390 3.9 22 52 3318900 9 57

3318400 4 3318910 9.1

3318410 4.1 25 3318920 9.2

3318420 4.2 3318930 9.3

3318430 4.3 3318940 9.4

3318440 4.4 3318950 9.5 106 10

3318450 4.5 28 63 5 3318960 9.6

3318460 4.6 3318970 9.7

3318470 4.7 3318980 9.8

3318480 4.8 3318990 9.9

3318490 4.9 3319000 10

3318500 5 32 3319010 10.1 63

3318510 5.1 3319020 10.2

3318520 5.2 3319030 10.3

3318530 5.3 3319040 10.4

3318540 5.4 3319050 10.5 113 1

3318550 5.5 74 6 3319060 10.6

3318560 5.6 3319070 10.7

3318570 5.7 35 3319080 10.8

3318580 5.8 3319090 10.9

3318590 5.9 3319100 11

3318600 6 3319110 11.1

3318610 6.1 3319120 11.2 71

3318620 6.2 3319130 11.3

3318630 6.3 3319140 114

3318640 6.4 40 3319150 11.5 120 12

3318650 6.5 83 7 3319160 11.6

3318660 6.6 3319170 11.7

3318670 6.7 3319180 11.8

3318680 6.8 3319190 11.9 76

3318690 6.9 45 3319200 12

3318700 7
O iRCIHIFIES £ P, ® See p. 1 for explanation of marks.

EZERIFSIELAR,

Please contact our sales staff for more information.

° B

RIEFRIME - KEE - FBERIFTGR

Custom order with specific requests on diameter, length and accuracy is accepted.




tTJ ‘ﬁu %{#E;ﬁ% Cutting Conditions

1. B AR EE A5 ~L0FNRAKA L]

Special Alloy Steels - Hardened Steels - (Martensitic) Stainless Steel High-Speed Steel - Special Alloy Steels - Hardened Steels 2. %{gﬁﬁ%}g% ! %}%ﬁ?}ﬂ’ﬂ;&ﬁf T
55~60HRC 60~70HRC 3. fLRBE B 3 AR, MR ARIEISM
HATERA.
Y 10~16m/min 8~13m/min 4. EMTHEIBS SRk, BEANE
Cutting Speed LA,
GME 295 BSE 23t BHSE
Drill Dia. Speed Feed Rate Speed Feed Rate
(mm) (min-) (mm/rev) (min-) (mm/rev) 1. Use a water-soluble oil with high density
2,000 ~0.04 1,900 ~0.04 (5-10 times dilution).
- . 2. Tight clamping is critical.
E 5 W 250 U 3. For drilling depth > 3D, use a step feed.
4 1,000 ~0.04 950 ~0.04 4. For materials susceptible to chip
5 800 ~0.04 750 ~0.04 packing in the flute, apply a step feed.
6 670 ~0.04 630 ~0.04
8 500 ~0.04 480 ~0.04
10 400 ~0.04 380 ~0.04
12 330 ~0.04 320 ~0.04
=
=
R
. 60H RC *Z*il-ﬁl.’]ulﬁoll\}l; 60 hole on 60HRC é
EfFIE WH70-DRL  ¢5.1 PN FLEY Number of Holes
10 20 30 40 50 60 70
INIAZRR \ \ \ | \ \ \ |
Work Maferial SKD11 (60HRC)
el - 60;[, oles
?ﬂﬁ?r%%eed 10m/min (624min") WH70-DRL te!
HHAR . 4
]F)gég%te 25mm/min (0.04mm/rev) rﬁmrﬁ)ﬁcﬁfﬁi 207, Holes
TR 19mm (3.7DiEFL)
Depth of Hole Through
HMIERF) ABYELHIBER ( 10f ) B ANZE0TH, After Drilling 60 Holes
Coolant : Water-Soluble Chlorine-Free 10% (External) WH70-DRL
EFEH SN A ( BT40 )
Machine Vertical Machining Center

WH?70-DRLESLZLARIAYELSLMI A M BEAI3(E.
WH70-DRL showed 3 times better tool life than
conventional tool.

. E{mﬁﬂ#ﬁg;ﬁ% _EIé A half of wear amount against the competition.

FRTR N
Tool WH70-DRL  #8 B | " —=—WH70-DRL ~
MTHE %Ei 012 [ S (5%—3) Not-
2, SKD11 (60HRC) b = —— WH70-DRL

ol ater] % 0.08 [+ ($=3) No2..
pIEEIES ; - £ SOSSS—— e e e — A
Cutting Sxpeed 12.6m/min (501min-') ; 004 | f B CompLe\t‘i:;or
AR . S T EHEATER
Feed Rate 20mm/min (0.04mm/rev) 0 ompetitor
}L"“ 24 (3D "‘—'}L’) 20 40 60 80 100 120 140

R mm o
Delpth of Hole B?nd AT FLEL Number of Holes
FIRHE IKBEETRIER 104%) T illi
Coolalnt Water—SqubIIe Chlorinle—Flree 103/0 (External) .”HI.ISD J ;L After Drilling 130 Holes

- N=] "

fﬁﬁﬁ*ﬂ;m ﬁ:T:UJDIEF'D( BT40) WH70-DRL HMAE] Competitor
Machine Vertical Machining Center = p i

WH70-DRL JnT220%Lf5,
EREE R AT R —E,

WH?70-DRL showed a half amount of wear against a
competition. Completed 220 holes.




%ﬁﬁg% m EE%%& (42 -~ 5 2 H R C) Straight Fluted Tap for Hardened Steels (42~52HRC)

V-XPM-HT

Lc

=Sy é
| — N
‘ — N%
{_
n %
Y L
‘ Bfz:mm Unit:mm
S ‘ R EER | BN BE 2K LZEA6N EN TS & R | HEFHART
EDP No. Thread Size 2c Grade TAP Limit L 2 &n Ds Flutes External Center | Recommended Dl HokDi2
8330255 5P
M 3 X 0.5 STD | OH3 46 11 19 4 4 O 25
8330256 2.5P
8330261 5P
M 4 X 0.7 STD | OH3 52 13 21 5 4 O 33
8330262 2.5P
8330267 5p
M 5 X 0.8 STD | OH3 60 16 24 55 4 O 4.2
8330268 2.5P
8330273 5P
M 6 X 1 STD | OH3 62 19 29 6 4 O 5
8330274 2.5P
8330285 5P
M 8 X 1.25 STD | OH3 70 22 37 6.2 5 - 6.8
8330286 2.5P
8330291 5P
M 8 X 1 STD | OH3 70 22 37 6.2 5 - 7
8330292 2.5P
8330297 5P
M10 X 1.5 STD | OH3 75 24 41 7 5 - 85
8330298 2.5P
8330303 5P
M10 X 1.25 STD | OH3 75 24 41 7 5 = 8.8
8330304 2.5P
8330309 5P
M10 X 1 STD | OH3 75 24 41 7 5 - 9
8330310 2.5P
8330315 5P
M12 X 1.75 STD | OH3 82 29 48 8.5 5 = 10.3
8330316 2.5P
8330321 5p
M12 X 1.5 STD | OH3 82 29 48 8.5 5 - 10.5
8330322 2.5P
8330327 5P
M12 X 1.25 STD | OH4 82 29 48 8.5 5 = 10.8
8330328 2.5P
O iRiTiHBEIE S %P1, ® See p. 1 for explanation of marks.
1 BERE JR2RRIREHE S LRI, 1. The recommended TAP Limit corresponds to JIS class 2 internal thread standard.

2. SR BRI RS,
3. IMUAERIR T EESE FUINT - BEUNTNE" REHE.

t}]ﬁ“%‘#g;ﬁ% Cutting Conditions

EEEN (G- HERK - TERE
IIEIIM*-I- H’a_r_c‘jened Ste(e\ls:(lAHoy Steels, Die Steels, Tool Stee\-:-ezc. )
Work Material
42~52HRC
PIHRE _ ;
Cutting Speed 1~3m/min
PIHHRY SRR
Coolant Non-Water-Soluble
EFAHL M/C
Machine Machining Center

2. TAP Limit does not guarantee thread limit for the internal thread after tapping.
3.Refer to OSG's "Drilling and Threading Tools" general catalog for lengths of the £k

and K of the square shank.




%ﬁﬁg%m%ﬁ%ﬁgﬂﬁm (45 -~ 5 0 H R C) Taper Pipe Thread Tap for Hardened Steels (45~50HRC)

V-XPM-TPT

2c 4
] s
e ©
— N\
e ———
29 2k Q
2
L
Eﬁﬂgg : PT (RC) BEf7I:mm Unit:mm
HmS ‘ R e IS =N BRI HEERUE T &5 B
EDP No. Thread Size TAP Limit B¢ L 2 Lq Ds Flutes Stock
8313801 PT % - 28 JIS2 3P 59 19 13 8 5 O
8313802 PT Ya - 19 JIS2 3P 67 28 21 11 5 O
8313803 PT 36 - 19 JIS2 3P 75 28 21 14 5 O
8313804 PT 2 - 14 JIS2 3P 87 35 25 18 5 O
8313806 PT 31 - 14 JIS2 3P 96 35 25 23 5 O
8313808 PT1 - 11 JIS2 3P 109 45 32 26 5 O

® IRICREFIESEPL,

2. REBT BRI FESE FLINL - BN TR GRS,

tD ‘ﬁu %{#E;ﬁ% Cutting Conditions

SEEN (52N - HAK - TRK
DHIVJ *SI' ?—,Erd%r{jfgeg\ SE(IA%E |gtee \T,;D%Sst@e\ s, To o%il—e—]\ s%etc). )
Work Material
45~50HRC
s .

3&%’%&1 1~3m/min
FIEHRY SRR

Coolant Non-Water-Soluble
(= FAH LA M/C

Machine Machining Center

® See p. 1 for explanation of marks.

1. ZEBEMRIRSUEE. 1.
2.Refer to OSG's "Drilling and Threading Tools" general catalog for lengths of the £k

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

and K of the square shank.

19824 , ATISOSA | JISRIE RIS thH TIEN. HPRUERANCSEE , BRT
BEEEIRBRE | FLLHERTILUERHIRCS.

The JIS pipe thread standard was revised in 1982 to meet ISO standards. Although thread symbols changed,
the limits were not changed. Therefore, it is still acceptable to use taps with both new and old symbols.

e —= —= JIS B 0202-1982
ES |B#RIE RIS (JIS B 0203—1982)
Type Old Symbol New Symbol
i PR B PSR PT Re
Taper pipe threads for pressure-tight joints
2R AT B PS R
Parallel pipe threads for pressure-tight joints p
NREERTTEER PE G
Parallel pipe threads for mechanical joints

PAMERSEIERMELAIN LAY S 45 HRC IR EHBEERIZR RAGIDEI1ERE

It exhibited outstanding cutting performance on hardened materials exceeding 45HRC, which could not be worked easily with conventional high speed steel taps.

Eﬁ = V-XPT PT1/4-19 INTFLEL Number of Holes
20 40 60 80 100

INTHAR \ | \ \ I
Work Material SKD61(45HRC)
FLRT 10.9mm s
Drill Hole Size . V_XPM_TPT 100FLELE Holes g;ﬁ;ﬁjﬂﬁng
WERE 21Tmm (BERAE)
Tapping Length Till Position of Gauge Diameter
FIEIERE . .
Cutting Speed 2.9m/min (70min-") CPM-TPT

™ : o~ R 217, Holes
AR SHHETREER) s IRIVEN iR
Coolant Non-Water-Soluble Hse 267, Holes Breakage
EFEHR SZRINTHL
Machine Vertical Machining Center




%@rg%mﬁiﬁﬁﬁﬁgﬁﬁ (42 -~ 5 5 H R C) Straight Fluted Tap for Hardened Steels (42~55HRC)

WH55-0T

£c

E=om RN
2 ‘L WV

CARBIDE H

BAfZ:mm Unit:mm

BES ‘ R MK | RS | BE | @K | Bak | ®mK | mE | B | RIR | BEEIRY
EDP No. Thread Size Lc Grade TAP Limit L 2 2n Ds Flutes External Center  [Recommended Dl ol Dia
3901010 5P
M 3 X 0.5 STD OH3 46 11 19 4 4 O 2.5
3901011 2.5P
3901014 5P
M 4 X 0.7 STD OH3 52 13 21 5 4 O 3.3
3901015 2.5P
3901018 5P
M 5 X 0.8 STD OH3 60 16 24 55 4 O 42
3901019 2.5P
3901022 5P
M 6 X1 STD OH3 62 19 29 6 4 O 5
3901023 2.5P
3901026 5P
M 8 X 1.25 STD OH3 70 22 - 6.2 5 - 6.8
3901027 2.5P
OIRICIHBFIES &P, @ See p. 1 for explanation of marks.
1 BERE J2R PR BB L HEHETF R E. 1. The recommended TAP Limit corresponds to JIS class 2 internal thread standard.
2. RS E AR RIIR OGBS, 2. TAP Limit does not guarantee thread limit for the internal thread after tapping.

3. MWUASHR T EESE AT - BEINT IR 44474, 3.Referto OSG's "Drilling and Threading Tools" general catalog for lengths of the 2k
and K of the square shank.

EZERIEEIELAR, SIS A RN TATRI B EIR M WHE2-OT(JEIRS)
Please contact our sales staff for more information. We take orders of WH62-OT for higher hardness materials.

tﬂﬁu%‘#E;ﬁi Cutting Conditions

- o . - BIERESTIERAIEE B2 INER. R HE.
\ RN (D2 AN - T ) 1. WH55-OT EEIRESTEISRIEE LSS mEE. FEEERH
InITArE Hardened Steels (Alloy Steels, Die Steels, Tool Steels, etc.) 2. (ERKEMELDEIRFIRT, 1B AR A MBS FiEB R R AT EI.
Work Material
42~50HRC 50~55HRC 3. WH55-OT A A%, REFNRLST~4EEES:, NTISEEET].
IERES ~ . - .
CuEi%}Jg%pfid 2~4m/min 1~3m/min 1. Make sure to select the correct cutting speed and cutting fluids. Tapping paste is
not recommended.
L3R AGAMEYDEUHF. St EER 2. When using a water-soluble oil, use one with the highest lubricity level.
Coolant Water-Soluble, Non-Water-Soluble 3. The WH55-OT is designed for machine use only. Tapping by hand will cause chips to
A M/C get stuck between the tool and the work material, and result in chipping of the taps.
Machine Machining Center




. DACSS*,%E”HI Stable machining on DAC55

1{%(};@:':a WH55-0T M6x1 5P HDI}L%( Number of Holes
50 100 150 200 250 300 350
)N %53 \ \ \ \ \ \ \
Work Material DAC55 (48HRC)
. 281}[, Holes =1

=i #5.1X21Tmm (G&7L) R

Drill Hole Size Through WH55-0T Breakage
— 3007 Holes
?k};" — 12mm (2D ‘;il‘}rlj,)

apping Lengt Blin [ypaap———

1 \,L\)HE—E‘,’—_TDE 267, Holes T8

IR 3m/min (159min") (MREER) -

Cutting Speed Conventional 17, Hol Breakage

o= Sl (Powder Metallurgy HSS) ole

D8 BT T8 106 e

oolant ater-Soluble Chlorine-Free 10% =

. N [TTIEE ap Hbﬁg‘l 1}[_, Hole =
{SEFRAARL 73 M/C( R HLATIRE) (HEREE) iR
Machine Vertical Synchronized Machining Center Competitor 17, Hol Breakage
(Carbide) o

SCHRLME 2255 MREiEiN ) 10 B LA SiREM | Rt AR BRE € )FmE
EXIRIAIOINT , tEEIXEIL3005L !

WH55-OT achieved more than 10 times the durability and stability versus the conventional tap
(Powder Metallurgy HSS). Moreover, WH55-OT was able to machine close to 300 holes, while
the competitor's carbide drill broke in less than 30 holes.

. STAVAX mﬁgt%i,]uI#EEm7ki§'IEtDﬁu;mﬁu ! Stable machining on STAVAX, even with water-soluble coolant.

E:FIQ WH55-0T Mé6x1 5P JJI]I%L%SI Number of Holes
200 400 600 800 1,000

INTAATER ‘ ‘ ‘ ‘ i
Work Material STAVAX (52HRC)
JFL ®5.1%x17.5mm (&@7L) _
Drill Hole Size Blind WH55-0OT 9847, Holes iR
RE omm (1.5D&7L) Breakage
Tapping Length Blind
IRIEE : -
Cutting Speed 3m/min (159min™) LR
e ACEEEE T8 10f (RIRESIED ) 8107l Hotes #47
Coolant Water-Soluble Chlorine-Free 10% Conventional

(Powder Metallurgy HSS) Breakage
{SEFRAARL 73 M/C( RIS EHEETIAE)
Machine Vertical Synchronized Machining Center

BRI R EIRIN LRI NN L& E10M L AR , WHS5-OT afLAINTiA10007L,
Conventional tap (Powder Metallurgy HSS) broke after 10 holes while WH55-OT has completed
almost 1,000 holes.

-
= . (@]

. DHISS H RC EE{E’A\E Hng{ELlJ: Over 15 times better tool life on 58HRC against a competition. III1
n

fEATE WH62-OT (3Ef7&) M6X1 5P ANTFLEL Number of Holes B

Tool Special ;

20 40 60 80 100 120

INT#ER | \ | | \ \ \

Work Material SKD11 (58HRC) WH OT

=0 ®5.1x21mm (i&7,) 62-C SOl HiRA

Drill Hole Size Through ( HE*ITI:III ) Extensive Wear

— (Special) 75FL Holes

,T*;;'F . 12mm (20;577(1;)

apping Lengt in N
S (RAL) 1o i
Cutting Speed 2m/min (106min) Con\ie\nlt:i:n;a'l 1870 Hol Breakage
N . . (Carbide) oles
e JOBHETRER) T8 10 e
oolant ater-Soluble Chlorine-Free 10% =
o . e . &) H{m/l‘}a 3}[, Holes
{EFEHU 7= M/C( RIS BHATHRE (BRES) iR
Machine Vertical Synchronized Machining Center Competitor Breakage
(Carbide) 571, Holes

WH62-OT( IFtRem SRR WXSIRE | BJLASCIRLME 22 S E /KA IRSEAI T, A
FTEIEREE RN BREBIT55HRC A ),

The WH62-OT (special) with WXS coating made the tapping of over 55HRC tough steel with
water-soluble oil possible, which is a process that cannot be achieved by the conventional tap
and competitor tool.

posid ®




ﬁ%ﬁﬁrg% Fﬂﬁﬁﬁéﬁﬁ@ﬁ%ﬁ (5 0 -~ 6 2 H R C) Carbide Straight Fluted Tap for Hardened Steels (50~62HRC)

VX-OT

=

DE
BES ‘ RY AR
EDP No. Thread Size Lc

£c

Bfz:mm Unit:mm

BENS | BE R | BYK | @K S B3 | IR | #EEARY
Grade TAP Limit L 2 2n Ds Flutes External Center | AeommendedDilgeDa

8330029 M 2 X 04 3P STD OH3 40 12 - 3 3 O 1.6
8330039 | M 23 X 04 3P STD OH3 42 13 - 3 4 O 1.9
8330045 | M 25 X 045 3P STD OH3 44 14 - 3 4 @) 2.05
8330049 M 2.6 X 045 3P STD OH3 44 14 - 3 4 @) 2.15
8330055 M 3 X 0.5 3P STD OH3 46 11 19 4 4 O 25
8330061 M 4 X 0.7 3P STD OH3 52 13 21 5 4 O 33
8330067 M 5 X 0.8 3P STD OH3 60 16 24 55 4 O 4.2
8330073 M 6 X 1 3P STD OH3 62 19 29 () 5 O 5
8330085 M 8 X 1.25 3P STD OH3 70 22 - 6.2 5 - 6.8
8330087 M 8 X 1 3P STD OH3 70 22 - 6.2 5 - 7
8330097 | M 10 X 1.5 3P STD OH3 75 24 - 7 5 - 8.5
8330099 | M 10 X 1.25 3P STD OH3 75 24 - 7 5 - 8.8
8330101 | M 10 X 1 3P STD OH3 75 24 - 7 5 - 9
8330115 | M 12 X 1.75 3P STD OH3 82 29 - 8.5 5 - 10.3
8330117 | M 12 X 1.5 3P STD OH3 82 29 - 8.5 5 - 10.5
8330119 | M 12 X 1.25 3P STD OH4 82 29 - 8.5 5 - 10.8
8330121 | M 12 X 1 3P STD OH3 82 29 - 8.5 5 - 11
8330123 | M 14 X 2 3P STD OH4 88 30 - 10.5 () - 12
8330125 | M 14 X 15 3P STD OH3 88 30 - 10.5 6 - 125
8330131 | M 16 X 2 3P STD OH4 95 32 - 125 6 - 14
8330133 | M 16 X 1.5 3P STD OH3 95 32 - 125 6 - 14.5
8330139 | M 18 X 25 3P STD OH4 100 37 - 14 6 - 15.5
8330141 | M 18 X 1.5 3P STD OH4 100 37 - 14 6 - 16.5
8330147 | M 20 X 2.5 3P STD OH4 105 37 - 15 6 - 17.5
8330149 | M 20 X 1.5 3P STD OH4 105 37 - 15 6 - 18.5

O iRCHFIESEPL, @ See p. 1 for explanation of marks.

1. R 924 MBS A 2 O 2L S M T T, 1. The recommended TAP Limit corresponds to JIS class 2 internal thread standard.

2. AEREE R RITIRSUEE.

3. IMUARBIIR I FESE "FUINT - SBSUNT IR SREHA.

t}]ﬁ“ %‘#E;ﬁ% Cutting Conditions

BEERN (G2 - RERK - TRRK %)
ﬂﬂI*ZE Hardened Steels (Alloy Steels, Die Steels, Tool Steels, etc. )
Work Material

50~62HRC
e X
Cﬂﬁé’;pffd 1~3m/min
PIEUHRY SR
Coolant Non-Water-Soluble
{EFRAAR INTAREBM/C
Machine Machining Center

2. TAP Limit does not guarantee thread limit for the internal thread after tapping.
3.Refer to OSG's "Drilling and Threading Tools" general catalog for lengths of the 2k
and K of the square shank.

1. VX-OTROIEIEE RIDELHFIASEE ERSINER. MMEFERME.
2. VX-OT A\, FHNLEBHETIBERSEEET, TMEEER.

1. Make sure to select the correct cutting speed and cutting fluids. Tapping paste is
not recommended.

2. The VX-OT is designed for machine use only. Tapping by hand would cause chips to
get stucked between the tool and the work material, and result in chipping of the taps.

KBITBER R TIE4 VHG2-OT(JEI5R)

For water-soluble oil, use VH62-OT by special order.

HEZERESHEIAR,

Please contact our sales staff for more information.

®




%@E%m@ﬁaﬁ%&%%&ﬁ%ﬁ (5 0 -~ 6 2 H R C) Carbide Taper Pipe Thread Tap for Hardened Steels (50~62HRC)

VX-TPT

2 a
‘ e ¢
g , = -~ N
49 2k ¥
2
L
-
Eﬁﬂgg . PT (RC) BEf7:mm Unit:mm
BS ‘ R EE | Mk | @K | Bok | BEERE | W s s
EDP No. Thread Size TAP Limit Lc L 2 Lg Ds Flutes Stock
8330692 PT ¥ - 28 JIS2 3P 59 19 13 8 O
8330693 PT Ya - 19 JIS2 3P 67 28 21 11 5 O
8330694 PT 3% - 19 JIS2 3P 75 28 21 14 6 O
8330695 PT %2 -14 JIS2 3P 87 35 25 18 6 O
® IFCIHAEIES %P, ® See p. 1 for explanation of marks.
1. B EMRIEIRSUEE. 1. TAP Limit does not guarantee thread limit for the internal thread after tapping.

2. WRERIN S SR T &iB S AT - BN T JIE" 458874, 2.Refer to OSG's "Drilling and Threading Tools" general catalog for lengths of the £k

and K of the square shank.

tu ﬁu %{#E;ﬁ% Cutting Conditions

— - 19824 , HFISOSA JISHUERBRSHME {TERN, HPIRNEFRNCSEE  BHTF
BEER (AW - REN - TENS) NN i ) v | O
INT#FER Hardened?ee\s (Eloy Steels, Die Steels, Tool Steels, etc. ) IBBUERIREEE |, FALHEA LUERAHIFCS.
Work Material The JIS pipe thread standard was revised in 1982 to meet ISO standards. Although thread symbols changed,
50~62HRC the limits were not changed. Therefore, it is still acceptable to use taps with both new and old symbols.
7 —+ —+ JIS B 0202-1982
sz . h IBtRiE FRio (3128 03651983
Ctl;ltﬁlg ?;)e%d 1~3m/min T\/P’: Old Symbol New Symbol
TR E R PT Re
tﬂﬁuim;fu im'&tﬂﬁu;’mﬁu Taper pipe threads for pressure-tight joints
Coolant Non-Water-Soluble i 22 S T &R 4] PS R
R Parallel pipe threads for pressure-tight joints p
feEFRtILR m/C NREAR TSR PF G
Machine Machining Center Parallel pipe threads for mechanical joints
1. VX-TPTREDEERE RESRFINSEE LESNER. FEE
EFmE.
2. VX-TPTAMBLE, FIRLEBEBERSHET, &
HEEERA.
1. Make sure to select the correct cutting speed and cutting
fluids. Tapping paste is not recommended.
2.The VX-TPT is designed for machine use only. Tapping by
hand will cause chips to get stuck between the tool and the
work material, and result in chipping of the taps.
AY A D
,]l]:|:54H RC EL}ﬁE‘J SO;LLJJ:Hgﬁﬂp VX-TPT tapped more than 50 holes in 54HRC.
ETIE VX-TPT PT1/8-28 DI TFLEX Number of Holes
10 20 30 40 50
INIAARR \ \ \ | \
e o SKD11(54HRC)
J&FL ©8.22x20mm (i@7l) \ AT4REE N T
Drill Hole Size Through VX-TPT SOFLLLE Holes Still Running
WERE 13mm (BfERAE)
Tapping Length Till Position of Gauge Diameter
il —RAEREE IEIEEERERIR K
E}aﬁ?:%}!;eed 2.1m/min (70min™) Carlz(:):lfi(:;%:meral 241, Holes Large Chipping on 2c
HIEEF SERMELTEE
Coolant Non-Water-Soluble CPM-TPT
FEFAAL T e M/C REER [ 17 Hoe T
Machine Vertical Machining Center Powder Metallurgy Breakage
HSS




shaping your dreams

BRIl (L) REIAARLE

0SG Corporation

KA ( Eifg ) AEP
HBhtE  EiSTARETX R B 360 S CiSEIRAE1 714
EBIE : 021-58886600 ;  f&E : 021-58883300;  Hp4W : 200120

BRLH ( B ) FmEShT
HBhE © FSATES STEE1- 28 AE1004=
FYE : 0510-82739271; {£E : 0510-82739220 ; B4 : 214000

BREA (L8 ) SEHSESSAT
ik SEHESXICES 7BRE1801=E
E8iE : 0553-5868160 ; f&€H : 0553-5868190 ;  Hp%R : 241000

BREA (L8 ) BN
ik - SN T REIX R R 181 SEIkAEL511=
FEiE : 0512-62388327 ; {5E : 0512-62388320 ; HB4E : 215028

XA (£ ) FumLLEESSAT
ok - AR LUK EIR —ER66 S 4 n L 3E1 703
F3iF : 0571-82757757 ; {&H : 0571-82757767 ; HB4 : 311215

B (£ ) O RE
ek - SN XMAIFERS 157 S{RFIHCREAL7015E
EBiE : 020-38210423 ; 5K : 020-38210425;  HB4% : 510600

XL (i ) RYISESFr
ik 5 irfE X BRI ERAER2129CE (1ERMHIAAHN )
EBiE : 0755-83566532 ; {&HE : 0755-83558854 ; HB4m : 518048

B (i ) NS
Ak - TR BRI S AT A 218523 ERAS 5
EHiE : 0772-8250338 ;  {£E: 0772-8250328 ;  Hp4R : 545006

BRLA ( B ) ALRDAE)
bt - bR X EE ISP A1 9S EFRAEAREL8-05C
EBiE : 010-85261018 ;  {&HE : 010-85261016 ;  Hp4R : 100004

BRLH ( B ) REDAE)
bk - KA XS 1 ST elFHTAE10E1018=
EBIE @ 022-23037566 ;  f&E : 022-23037577 ;  HE4R : 300020

BRLAN ( Eifg ) XBIHEESSRT
HEbE BN BRI SR B S — BN RIS RS A S 1 S1£1 555804
EHiE : 0371-86237251;  {&H :0371-8623725;  H4m : 450016

BRLA ( i ) PaZeBs5hT
HbE © PRRTARRX RN I E R 13 S1£385T301=
FHiE : 029-88860594 ; &E : 029-88860594 ;  HB4% : 710000

EREH ( B8 ) KiED A
btk - KIEFAXECERRAEB2006
F3i% : 0411-87655185;  {£E : 0411-87655186 ; 4w : 116600

L (£ ) FZHAA
itk : BB R30S THIAT 73 SH#E155752803=
E3iE : 0532-66775787 ;  {&H : 0532-66775797 ; MR : 266034

BXEAL ( L ) PUPREESSAT
HeHE : EBHTEATEX SEEAL#T555 KB HmNS1432-04
EBiE : 024-22852762 €5 : 024-22852763 Hkgm : 110021

BXEAL ( £ ) KESSH
ik KETEXESAHT888 SR EE R IT1405=
E3iE : 0431-89388499 ;  {£H : 0431-89230366 ; HB4% : 130012

EXEH (£ ) RERESET
otk PEBTHEVRX AR IR 27 S RERR 2R L E5T803 S
E3}E : 028-65783992 ; {€H : 028-85005292 ;  HB4R : 610042

KA ( L ) ERSAA)
it : BRI IXEREEEUEK1SS RigiiaE 41E12-1
EHiE : 023-65001315 ; HR4m : 401120

BRLAN ( i ) EINESAT

HutE : ORI DIX REfTAS HA3EFHE1209=

EHiE : 027-85557360 ; &K : 027-85557350 ; 4% : 430000
BRLA ( il ) RiDEFSFT

ik RO R OB TRE3654ESOHO 1613
EEiE : 0731-88620770 ;  {&H : 0731-88620770 ; HE4R : 410000
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