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X Performer Forming Tap Series (XPF)
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Forming tap forms screw threads through plastic deformation of work material. No more worries
for chips. XPF is equipped with the innovative functions, which enable the stable and chip-free

tapping.
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Low-torque spec with
specially designed threading
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extreme wear resistance
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“The Impossible Becomes Possible.”

35HR C Eﬁgij *14 Hardened Materials

RUIRIBE DB T, STLARSSLMES E 24 R TR R A935SHRC TEAE,

XPF achieves low cutting resistance and high lubricity, which enables
tapping in materials up to 35 HRC.

M45 *@ Large Diameter

XPFZFIRTLANRS MASKRINT, &RATEN, ET, FUANMSAEE .
FmESHESEFE M1 ~ MASEIEFTE,

XPF is ideal for tapping in large parts of heavy machinery, construction
equipment, and industrial machinery. The size range is from M1 to M45.

MQL ; %gﬂﬂI Minimum Quantity Lubrication

BPEfE R SR KA MEYIEI BRI N Tt
HJLBEI+ D RIFAIES. BINTEN
2 IHFLAY OIL-XPF FE IR A AT LA
HATINT.

XPF has a high durability even machining

with chlorine-free coolant. OIL-S-XPF is also
suitable for MQL machining operation.
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XPF is Different from Others!

mTnsEreEd O% smaEme 0%

Reducing approx. 40% of machining torque. Reducing approx. 20% of heat generation.
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BEINTHEE 2 HEFER 0.
% To photograph the process, machining was carried out by applying paste instead of using
coolant. However, during normal machining, coolant should be used.

A4 A4
WHER REMAE

Restraining Burrs Resistance improved

AL HFLAIOIL-S-XPF (il ) VAR EELHE (KBTERLERISMERELE)
OIL-S-XPF (with Oil Hole/MQL) Conventional forming taps with water soluble coolant.
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Useful Tips

XR s =i XPF

XPF is the Solution

AT EHEET DG ZAREHNXPFET LA KEZF, XP': is aldeqtaat“: cf;I)_r lsrge :ia{net;? t:wgh 4
E—— i e rae = materials an . By reducing the torque an
SEEY MQLINTURSE, 5%, mmEAnT. heat generation, high speed machining, long

Lj\ﬁg};‘ﬂfﬁ%& 957%%@75@ E"J %:_I:t @ AR %LIZ);_;lit_—Fltt tool life and high quality are achieved.
FXXPF,

S-XPF
XPF
—_— OIL-S-XPF
é:ﬂgﬁ“ (P&l FL /with oil Hole)
3 series of XPF
LT-S-XPF
(ﬁmﬂ /Long Shank)
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Image for Selecting Forming Taps

HERLMEROTFELLHE NRT) , S-XPF R LT-S-XPFBJLIBSEAN  S-XPF and LT-S-XPF process hardened
s . N —_ materials much faster than conventiona
TITEREM., AEEERIEA R OIL-S-XPF M RRIE. forming tap. Oil-S-XPF is adequate for
process seeking cutting speed.

*E;E ﬁﬁg&tﬂ ﬁu E’E Hg 7] E&E Hardness and Cutting Speed Selection Image
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Hardness of Work Material (HRC) Mh@iEtH

10 15 25 30 35 40
IR (m/min) Cutting Speed
i) XBBLRTE M3~M12 BERZKAMERF MQL RHERRIINTREE. ERREIEHRIR ZREFERXNRIRYE —RIEFIIHNEELE 20m/min LIFEIINT
BHE, A# M3 JFa 2881 M12 ER T ARIBSERRINTHURR INTAT R EXSRREE R,

This figure shows the general condition of M3~M12, with chlorine-free water-soluble coolant or MQL. For non-soluble coolant, reducing the cutting speed to
20m/min or less is highly recommended in preventing ignition. Also, please reduce the cutting speed for > M3 or M12<, depends on machine and work materials.
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Deciding Cutting Speed

XPFRUMN T8 TRE M T= RKEMmAILMEME. A TREE
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BB, MTTIMRTIBERIER. EBEERTIESD, Wil TR
RETHLEE FRMAM , HHTREGERTIHERE.
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Comparison of durability by the difference in cutting speed

Does low cutting speed contribute to long
tool life? It doesn’t apply to XPF. Slow speed
tapping, which generates less heat, causes
bigger cutting resistance and tool wear.
Cutting speed should be adjusted properly
to find the most appropriate cutting speed
for tool life.

FRTE OIL-S-XPF M8X1.25 (JEt7&3) PIHNRE DN FLEX Tapping Holes
Tool (Special Orden) L 1,000 2,000 3,000 4,000 5000
R ‘ ‘ ‘ ‘ ‘
Work Material S50C 2,5003, (Holes) . iRk E ive W
) xcessive WWear
AR 7.4x23mm(57L) 10m/min
Infel® SiEz (Blind) 3,000%, (Holes) . EERK Excessive Wear
IZBGRE 18mm(2.3D)(5%.)
Tapping Length (Blind)
PIHEIERE - : 4,500%| (Holes) EER K Excessive Wear
Cutting Speed 10~40m/min 20m/min .
g MQL 50co/h (FSEsEiaD) 4,3753, (Holes) D crouw
Coolant (Internal)
{SEFAA [z AT =
Machine Hofizontal Machining Center 3,8067| (Holes) . Effssi*ve Rubbing Noise
30m/min
3,3557, (Holes) . GP-Out
1,6067 (Holes) GP-Out
_ - 40m/min
JEFRER( HOEFL) 8127, (Holes) GP-Out
Special order products (Center through coolant hole)

8= 3 1= HI VI RYiElst)

BRSO R MR, BRI, 2

RYENEE#EIE 20m/min EE

INTAIER , 1B WMERZK

AMEIELERICHEEEIER S BR K ek )

1A KR ElEXE

Machining, Holder and Work Holding

IBTIAE A MAI L RE R B E AR KR, HAEHE. 22
XPFRECLMEFELERARNIE. BNYKE, SEE

M BENIE, &

IBEN, KB, BEREHRERRE

High lubricant water-soluble coolant is highly
recommended as well as non-soluble coolant.
Water-soluble coolant must be used for high
speed cutting. Non-soluble coolant can be
used in only 20m/min or below.

Please select the appropriate equipment
depending on the maximum torque, torque
curve, and others of the machine. XPF
generates lower torque, as compared with the
conventional forming taps.
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Useful Tips

ILHHFERTE

Calculation for Torque

XPFSLUMERIFELLEMELL , ATLABR(R 30% ROtHAE, P.2hE
HAIPER 40% HEIE R SR EERGHAER. K20

TROBME(HHEE)BSETE.

[Ki=BSUNN THAE—EE ]

Calculated machining torque of large diameter taps by work materials

XPF achieves 30% reduction of torque,
according to the calculation. The tapping
data on Page 2 shows 40% reduction of
torque in synergy with the appropriate
cutting speed. Please refer to the following
table for large diameter tapping and the
formula for calculating torque.

jJuI*Z*sl-,%%l(K) Coefficient of Work Material
R B2 (E) mm 2 4 8 11 12 14
ad e Pitch Diameter SCM
AC ADC Bs 88400 | s45C | _35Mo

M18 X 25 16.376 14 28 56 77 84 98
M18 X 1.5 17.026 5 11 21 29 32 37
M20 X 2.5 18.376 16 32 63 87 95 110
M20 X 1.5 19.026 6 12 24 32 35 41
M22 X 2.5 20.376 17 35 70 96 105 122
M22 X 1.5 21.026 6 13 26 36 39 45
M24 X 3 22.051 27 54 109 150 163 191
M24 X 1.5 23.026 7 14 28 39 43 50
M27 X 3 25.051 31 62 124 170 186 217
M30 X 3.5 27.727 47 93 187 256 280 326
M33 X 3.5 30.727 52 103 207 284 310 362
M36 X 4 33.402 73 147 293 404 440 514
M42 X 45 39.077 109 217 435 597 652 760
M45 X 4.5 42.077 117 234 468 643 702 819

*RRRM TR, FASRENTTHA. RN, SIRETIHIERE , TIHIER, R ESES M NEmERRZal.

*IXBERKB IR SNERLaIR BRI,

* Please note that this chart shows the theoretical values of machining torques in case of the external supply of water-soluble coolant.

* |t does not guarantee the actual torque.

FKHRBIIRY, BiRE FERHTEIHITIHE.

Following formulas are used for calculating torque:

(B 2R HREITE]

Torque Calculation for Forming Tap

{#%ﬁ&ﬁ%& Conventional Forming Taps
T = 009806 X K X E X P?

XPF%?U XPF series
T = 006864 x K X E X P2

§l) S-XPF M30x3.5 . SCM440iNIins
In case of M30x%3.5, working on SCM440

T =0.06864 X14 x 27.727 X 3.52 = 326 [N°m]

X BERAGEETIEIER NS RER , EERMRINTIRE
TR, BUEATRERTERM.

The above formulas are the guideline in case of the external
supply of water-soluble coolant.

Please note that the actual torque changes depending on the
work environment.

T m XA -

+ 48 [N-m] MmO AR MIHREHK)
Torque Work Material Coefficient of Work Material
D INTHEERES
Coefficient of Work Material BE 2
: ﬁ?{ﬂ@ [mm] Aluminum Alloy
Pitch Diameter HEES 3~4
: KEE [mm] Aluminum Die Casting
Pitch E %lﬁ_l 6~8
Brass
— RIS R ~
Mild éhteel 10~11
& E' W ~
ACarbon Steel 1 12
SE(RR) M ~
AIongteel EHarc;a\nt)ad Steel) 13 14




Countermeasure for Burr

(RAAEIVERIXPF SLUERIIRIELLH#ERILL , T BUEHBRIANE

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

ERTER (EFFELHE M3X0.5 4P FE R AZLEZR Burr Occurrence Rate (%)
Tool S-XPFM3x0.5 4P Conventional Forming Tap 1‘0 1‘5 2P %5 39
InTagRt i)
Work Material Brass
AR $2.76X3mm (B3 WBEAR *
Hole Size (Through) Large reduction
R 3mmGE) =
T.::nppgng Length (Through) Eﬁﬂgﬂ]ﬁﬂﬁiﬁ
Conventional
TIHIERE QT Forming Tap
Cutting Speed (N/A)
FIHEHF ABMELIEHF
Coolant Non-Water Soluble
{EFAH TR
Machine Specialized Machine

(= EIF60E]

Recommending 60° for the chamfer.

Burr with conventional forming tap

=EERN

No burr with S-XPF

Eif1Burr

AAANANAA
\wAwAvhvhvhe

1

RFLE ke
Tap Drill Size

RBEEIBARIIER without chamfering

Tap Drill Size

Tap Drill Size

BEIBAIIER with chamfering

FAMENEM TR TR, WRTHNOAD, inE2EE A
g, REZEFN. ATIPEIEBERRE, FIOHEEFM
T—1N60~70EMEIA.

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° is highly recommended.

(SHRARH)

A

BOMRIEEALAIIN TSR, BaERE 118 EAEIA. FIfinE
I ERDcANR M BARSU R T+ 242 BEANE AT LB 2SI Eil., 51
M10X1.5891E% , 1T0mm-+( 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

IR I A,

Shape of complete thread and its’ difference

W ELENTENRBER TS EIEFHE

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




Il ”"I’I%E;E Cutting Data
HM35HRC WSEEM T LARSTEL T

Forming taps are even for 35HRC

fEEIR S-XPF M6X1 4P DDI?L?& Tapping Holes
o] 200 400 600 800
InTaARt
Work Material SCM440 (35HRC) 6647, (Holes) .
JRFLRT »5.51~5.52 x16mm ({@7L)
Hole Size (Through) 5797, (Holes) .
BBLRE 16mm GE7L)
Tapping Length (Through) LUEF=S . 1703, (Holes)
s (o] tional
= 15m/min(796min") “Frodiot [ 2237 ¢oles)
a5l AEMEIELER TR (IMERARIR)
Coolant Water Soluble Chlorine-Free (External) =11 YN=] . 1367, (Holes)
Competitor's
{EFEALRG EbECON T
Machine Ho?i:zontal Machining Center Product . 1173, (Holes)
\Y Ll DA
WA LISER MASRIKERTRISFEINL
Thread-rolling process of M45 is no longer a dream
ERIR SXPF M45x4.5 2P
ool
InTakt
Work Material 88400
AR ¢42.65 ~¢42.68X45.5mm (E7.)
Hole Size (Blind)
BEGRE 36mm(0.8D) (F7L)
Tapping Length (Blind)
HIEIERE : -
e CpEEs 5m/min(133min-)
FIHEIHF IAMELIEIRS TS (HMERARIH)
Coolant Water Soluble Chlorine-Free (External)
{EFAHU w1 T
Machine Horizontal Machining Center
2% INTHE(REE)674Nm KEHETTEHFIFK L HEEMER.
Torque for above machining process is equivalent to 674N - m. Water-soluble coolant and paste are also appropriate for this case.
o =7
B MAQL& SHEENMT
Achieving high efficiency with MQL
fERTR OIL-S-XPF FEGEOEIMILLSE M12X1.75 B0 FLE] Tapping Holes
Tool M12X1.75 2P Conventional Forming Tap 5 10
| |
NI Atk
Work Material SCM420 (£#)
JRFLRY @11.1x45mm(57l) 0
Hole Size (Blind) 8FLLAE over 8 Holes . gﬁ]ﬂrﬁng
BEORE 36mm(3D) (§7L)
Tapping Length (Blind)
IRLEE ; .
Gutting Speed 40m/min(1,062min")
Il MQL(PIEBLTH) | ARHE DM 8 10 SN feRATIR L
Coolant (Int:rngl) Welater Soluéle Chl;rine-Fr:e‘e (18%?(Extemal) Conventional O, AAMI
Forming Tap (Hole) (No Holes)
{EFEHLRG ) [T ST
Machine Horizontal Machining Center
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17 times the durability of cutting taps!

HERTA IBEBELLE I2SLRE Tapping Length (m)
Tool Spiral Fluted Tap 20 40 60 80 100 120 140
MBX1 ] L 1 1 I I |
il S
Work Material S45C(90HRB) 113m E$RK Excessive Wear .
AR ©¢5.55X25mm3EFL) | ¢5X15mmGEFL)
Hole Si: Th h Th h)
oe~ e (Througr) (Through 119.2m E#RK Excessive Wear .
BEGRE 18mm(3D) (§7L) 12mm(2D) (F7L)
Tapping Length (Blind) (Blind)
FIEIERE ; - . -
Cuttingzpeed 15m/min(796min"') | 10m/min(530min™) . ~.5m GP-Out - 5{ Dﬁl -
=
) IKBELIA & 10 iy Tk =
Coolant Water Soluble Chlorine-Free (10%) Spiral Fluted Tap .5{:. ‘h(
6.2m GP-Out 17{: Ap.
{SEFEAARL ) A ST y ’
Machine Horizontal Machining Center 11556}21558{:6%;:25 Isepneget?l

17 times durability performance

W TH3eEr 5l 0vEIRamn T

Ideal for work material especially for small diameter threads

S-XPF M1x0.25 2P oo IITFLER :ZD;(i)r;g Holes

— SCM‘%%?;HRC) SUS420(30HRC)|  SF 02§01 P

i TN G =
Work Material Chromfoyfslyeb’a?num Stainloes Steel Colthg:led el SCM440 . 3,307#, (Holes) $7#R Breakage
FEALRY ¢0.89 ~0.90x4mm(iB7.)
Hole Size (Through) sus420 10,0007, (Holes) . AJLE Still Running
BEURE 2mm(2D) (§7L)
Tapping Length (Blind)
A 5m/min(1,590min") | 10m/min(3,180min") sPCC 10,0004 (Holes) . FHLE Stil Running
EOEEF KEELDEHF x& 1015
Coolant Water Soluble  Chlorine-Free (10%)
(M ST A C2801P 10,0004, (Holes) . BIESE still Running
Machine Vertical Machining Center

BRERSHIN LIRS TREm

Internally-fed coolant improve tool life

FRIR OIL-S-XPF M10x15 2P DN FL#Y Tapping Holes

ool 1 ,900 2,900 3,900
MTHE SCM440 (35HRC) PSSR 2,7047| (Holes) [ -
For P A R e SR Gy 2,8507 (Holes) D25
Ei%ﬁﬁength 20mm(@D) ((1Bé__llil(;? Wij,-ﬁgéﬁzﬁa . 4217l (Holes) gigg:!kage

TEEE | 20m/min REETE| ) 2007t BEE . e

g o S ST | 17, prores) BEE .,

ik e menmant astining Canter covenimn st | F0920) BB e weer




I| XPF HEQ_Q’-EE S-XPF ﬁ?ﬂkﬂ{l’% Dimensions
O H&R M1~M2.6 : HRSiEN
Tool Material Powder metallurgy HSS(CPM)

M3 ~ : HSSE m““""m g
oxXELE Vg B

Surface Treatment V Coating

Type 1 Type 2 Type 3 Type 4
Detr s Ertpe Erm e Bt
Type 5 Type 6 Type 7
jgﬂ ] @Q TZE%% ﬂ @Q j — é%“ QQ

Eﬂ#gg :M B :mm  Unit:mm
NS R BERD |FBRE IR 2K |1BOUS| MK | W | UEHK | U5HE | PR |ER
DP No ead Size Grade [TAPLimt|  &c L ) en Ds oK e T ook
8321960 pal=} 1
8321961 M 1 X0.25|STD|RH4 op 30 55 7 3 5 25 5 B
:2:: 22‘51 M 1.2X0.25 |STD|RH4 SE 32 55 7 3 5 25 ;_ B
8321968 4P 1
8321969 M 1.4x0.3 [STD/RH4 op 34 7 9 3 5 2.5 > B
8321972 4P 1
8321973 M 1.6 X 0.35 |STD|RH4 op 36 8 10 3 5 25 5 B
2197 l=] ]
:221 273 M 1.6x0.2 [STD/RH4 op 36 8 10 3 5 25 5 B
8321980 4P 1
8321981 M 1.7 X 0.35 |STD|RH4 op 36 8 10 3 5 25 > B
:22:: 2:; M 2 Xx0.4 [STDRH4 :§ 40 8 10.5 3 5 25 ; B
8321988 4P 3
8321989 M 2.3x0.4 [STD/RH4 op 42 95| 145 3 5 2.5 2 B
8321992 4P 3
8321993 M 2.5X0.45 |STD RH4 op 44 95| 145 3 5 25 2 B
8321996 pil=} 3
8321997 M 2.6 X0.45 |STD | RH4 op 44 95| 145 3 5 25 2 B
:222882 M 3 X0.5 [STDRH5 gE 46 9 18 4 6 3.2 2 B

B =tnEEERS: B = Standard stock item

TR



EER
!gﬁﬂ'?*: . M B :mm Unit:mm
RS BERD FBRE DMK 2K |1BoUS| MKk | W | UEEK | SR | BIR |ER
DP ad Grade |TAP Limit 2c L 2 en Ds 2k K Type Stock
8322032 4P 5
X 0.
8322033 M 4 0.7 |STD RH6 op 52 10 20 5 7 4 6 B
8322044 apP 5
X 0. . .
8322045 M5 0.8 |STD RH6 op 60 11 22 55 7 4.5 6 B
8322056 4P 5
8322057(M 6 X1 STD RH7 2P 62 10 24 6 7 4.5 6 i
8322059 S1D+2/RH9| 2P D
8322075 §-2|RH5| 2P D |
8322076 4P
X 1. — .
8322077 M 8 1.25 [STD RH7 op 70 12 6.2 8 5 7 j
8322079 STD+1|RH8| 2P D
8322080 4P
X — .
8322091 M 8 1 STD|RH7 op 70 12 6.2 8 5 7 B
8322107 ST0-2|RH5| 2P | D |
8322108 4P
X1. — .
8322109 M10 1.5 |STD|RH7 op 75 15 7 8 55 7 j
8322111 S1D+2/ RH9| 2P D
8322121 S10-2/RH5| 2P | D |
8322122 Pl =)
X1. — .
8322123 M10 1.25 [STD RH7 op 75 15 7 8 55 7 j
8322125 STD+1|RH8| 2P D
8322134 4P
X — .
8322135 M10 1 STD|RH7 op 75 15 7 8 5.5 7 B
8322145 STD-2|RHB| 2P | D |
8322146 4P
X1. — . .
8302147 Mi12 1.75|STD |RH8 op 82 17 8.5 9 6.5 7 i
8322149 S1D+2|\RH10| 2P D
8322160 4p
X 1. — . .
8322161 Mi12 1.5 |STD|RH7 op 82 17 85 9 6.5 7 B
8322176 4P
X 1. — . .
8322177 Mi12 1.25 |STD RH7 op 82 17 85 9 6.5 7 B
8322194 4P
X — 5 .
8322195 M12 1 STD|RH7 op 82 17 8.5 9 6.5 7 B
8322217 |M14 X2 STD|RH10| 2P 88 20 — 10.5 11 8 7 B
8322227 (M14 X 1.5 (STDRH9| 2P 88 20 — 10.5 11 8 7 B
8322245 M16 X2 STD|RH10| 2P 95 20 — 125 13 10 7 B
8322255|M16 X 1.5 |STD|RHI| 2P 95 20 — 12.5 13 10 7 B

B =t Fm

1. EERE [ DaNT 2R IRV EIE=EE | BRRNAES
RHBE—H , B5—FRNAEN18UM,
2. SRR RIREUEE.
3. YHIE2P=B( LA ) , 4P=P(i@BFLA)

== 35 3, — =
BRI EHEAR.
Please contact our sales staff for more information.

D =T OREREER B = Standard stock item D = Inventory center stock item

1. The recommended tap limit corresponds to JIS class 2 internal thread standards.
The upper limit of the pitch diameter is the same as the RH Limit. For taps with a

pitch above one, the limit will be 18 um instead of the standard 12.7um.

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

3. 4c : 4P=P(for through holes), 2P=B(for blind holes)

ARRT - KE - EENIFRREEZEM.

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

BT
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|| XPF HEL44 S-XPF

ﬁ?ilﬁﬁ?_l'ﬁ Dimensions

BER

mgﬂﬂ'?é : M B :mm  Unit:mm
il R BERL 1B | TR | 2K |14k ik | W |WAEKIESHE MR | ER
DP No Grade | TAP Limit 2c L 2 2n Ds 2k K Type Stock

8322263 M18
8322267 M18
8322273 |M20
8322277 |M20
8322283 | M22
8322287 [M22

2.5 |STD|RHI1| 2P 125 20 — 14 14 11
1.5 |STD|RHIO| 2P 110 15 — 14 14 11
2.5 |STD|RHI1| 2P 140 20 — 15 15 12
1.5 |STD|RHI0| 2P 125 15 — 15 15 12
2.5 |STD|RHI1| 2P 140 20 — 17 16 13
1.5 |STD|RHIO| 2P 125 15 — 17 16 13

XX |X[X[X[X|X|X|X[X|X|X|X|X}
(]

NN N[N INNINININ(N NN NN

000|000 |0 0 mD oo o

8322295 M24 STD|RHI3| 2P 160 18 — 19 18 15
8322299 M24 1.5 |STD|RHI0| 2P 140 15 — 19 18 15
8322305 M27 X 3 STDRHI3| 2P 160 18 — 20 18 15
8322313 [M30 X 3.5 |STD|RH14| 2P 180 21 — 23 20 17
8322321 M33 X 3.5 |STD|RH14| 2P 180 21 — 25 22 19
8322329 M36 X 4 STD|RH15| 2P | 200 24 — 28 24 21
8322337 [M42 X 4.5 |STDRH16| 2P | 200 27 — 32 30 26
8322345 M45 X 4.5 |STDRH16| 2P | 220 27 — 35 30 26

B =tnfEEEfEmR B = Standard stock item
1. BERE [ PAINT2RiRpI2L T RE , BRNAES 1. The recommended tap limit corresponds to JIS class 2 internal thread standards.

R HEEE—E , BE—EHRHIAEN18uM, The upper limit of the pitch diameter is the same as the RH Limit. For taps with a
2. HHEREE MR IR, pitch above one, the limit will be 18um instead of the standard 12.7um.
3. 408K 2 P = B (SALE) 2. TAP Limit does not guarantee thread limit for the internal thread after tapping.

3. 4c : 2P=B(for blind holes)

| ||, XPF $ELLH OIL-S-XPF ARRTHE pimensions

O #1R HSSE
Tool Material
OFmLE ViRE
Surface Treatment V Coating Type 1 Type 2
T - O el O
. 2 N 2 S
ﬁﬂ#% : M BAf7 :mm  Unit:mm
NS R BERD| BB TTHIMHK) 2K 1880k | MK | W12 | WAk | IEHE | MR &R
DP No ead e Grade | TAP Limit 2c L 2 en Ds 2k K Type Stock
8322557 M 6 X1 STD|RH7| 2P 62 8 24 6 7 4.5 1 D
8322577 M 8 X 1.25 |[STD|RH7| 2P 70 10 — 6.2 8 5 2 D
8322609 M 10 X 1.5 |STD/RH7| 2P 75 12 — 7 8 55 2 D
8322647 | M 12 X 1.75 |STD/RH8| 2P 82 14 — 8.5 9 6.5 2 D
8322727 M 14 X 1.5 |STD|RH9| 2P 88 12 — 10.5 11 8 2 D
8322755 M 16 X 1.5 |STD|RH9| 2P 95 12 12.5 13 10 2 D

D =EFHROFREEER D = Inventory center stock item
1. BERE L AT 2RPNESIN 4 EEETERE , BRRNAES5R 1. The recommended tap limit corresponds to JIS class 2 internal thread standards.

HIBE—5 , BE8—SRINIAER18UM, Upper limit of pitch diameter tolerance is same as RH limit, but tolerance is 18um .
2. SR E NI IBSERE. 2. TAP Limit does not guarantee thread limit for the internal thread after tapping.
3.2 P =B 3. 4c:2P=B

B EREAHEAR, ARERYT « KE - BEMIFRmBES EM.
RNl Il oI gL LIRS EV R @ I CR I e EVJMl Custom order with specific requests on diameter, length and accuracy is accepted.




|| XPF $5E2 (458 ) LT-S-XPF i24kR<T3E Dimensions

O &R HSSE

Tool Material W . . E \
OEFELE VIRE

Surface Treatment V Coating

Type 1 Type 2 Type 3
Py . N S S
a ﬂ > 2 ﬂ > 4 o

ﬂgﬂﬂ’?’s . M Bz :mm Unit:mm
RS R FRRe B HIER | 2K 8BSk | @K | Wi USSKIUSEEE PR | ER
DP No ead e Grade | TAP Limit 2c L 2 2n Ds 2k K Type Stock
8323654 4P ]
X0.5 X .
8323655 M 3X0.5 80 |STD|RH5 op 80 9 18 4 6 3.2 > D
8323658 4P 1
X0.5 X o
8323659 M 3X0.5 X 120|STD|RH5 op 120 9 18 4 6 3.2 5 D
8323670 4P 1
X0.7 X
8323671 M 4Xx0.7 80 |STD|RHB6 op 80 10 20 5 7 4 5 D
8323674 ap ]
X0.7 X
8323675 M 4X0.7 X 120|STD|RH6 op 120 10 20 5 7 4 5 D
8323678 4P 1
xX0.8 X . .
8323679 M 5x0.8 X 100|STD|RH6 op 100 11 22 5.5 7 4.5 5 D
8323683 M 5xX0.8 X 150|STD|RH6| 2P 150 11 22 5.5 7 4.5 2 D
8323684 4P 1
X X .
8323685 M 6X1 100 |STD|RH7 op 100 10 24 6 7 45 > D
8323689 |M 61 X150 |STD|RH7| 2P 150 10 24 6 7 4.5 2 D
8323698 4P
x1.25X _ .
8323699 M 8X%1.25X 100 |STD|RH7 op 100 12 6.2 8 5 3 D
8323703 |M 8X1.26X 150 STD|RH7| 2P 150 12 — 6.2 8 5 3 D
8323712 4P
X156 X _ .
8323713 M10X1.5 X 100|STD|RH7 op 100 15 7 8 55 3 D
8323717|M10x1.5 X 150 |STD|RH7| 2P 150 15 — 7 8 55 3 D
8323720 4P
X1.25X — )
8323721 M10x1.25%X 100 |STD RH7 op 100 15 7 8 55 3 D
8323725 |M10X1.26X 150 |STD|RH7| 2P 150 15 — 7 8 5.5 3 D
8323738 4P
X1. X — . .
8323739 M12X%X1.75X 150 |STD|RH8 op 150 17 85 9 6.5 3 D
8323747 |M12%1.5 X 150 |STD|RH7| 2P 150 17 — 85 9 6.5 3 D
8323755 |M12%X1.26X 1560 |STD|RH7| 2P 150 17 — 85 9 6.5 3 D

D =R EERER D = Inventory center stock item
1 BER L THRRPMBSINLEIESRE , BRIRAESRHEEE 1. The recommended tap limit corresponds to JIS class 2 internal thread standards.

—, XTI LR, EREHIE12.7umE18um, The upper limit of the pitch diameter is the same as the RH Limit. For taps with a
2. YRR R NIB S, pitch above one, the limit will be 18um instead of the standard 12.7um.
3.ENEIEK AP=POBFLA) , 2P=B( S7LH) 2. TAP Limit does not guarantee thread limit for the internal thread after tapping.

3. fc : 4P=P(for through holes), 2P=B(for blind holes)

BEREAHEAR. ARERYT « KE - BEMIFRRBESEM.
HICER g T RIS U R T M LI CRTN T EI Ml  Custom order with specific requests on diameter, length and accuracy is accepted.




Il EQE;LUHI;EE@: Recommended Tap Drill Size

{7 :mm  Unit:mm

OIL-S-XPF  S-XPF | LT-S-XPF R B Rﬁiﬁﬁiﬁﬁ( RELER) OIL-S-XPF  S-XPF | LT-S-XPF R ey BRI E(RELER)
~ = = =
ms BmS  Hms Thread Size e Recorlixx_l‘rl\e:ded TaEpiDr\HSize BES RS WS e Sl s RECDE%‘JE\”“C' ng’?” pe2
EDP No. EDP No. EDP No. Limit (For Forming Taps) Min. ~ Max. EDP No. EDP No. EDP No. Limit (For Forming Taps) Min. ~ Max.
8321960 8322090
- - M1 Xx0.25 09 ~ 092 - - M 8 x1 748 ~ 757
8321961 8322091
8321964 8323712
- - M 1.2 X 0.25 T = 112 8322108
8321965 8322609 8323713 M 10 X 1.5 9.18 ~ 928
8321968 8322108 8323717
- - M1.4x0.3 127 ~ 1294 RH7
8321969 8300122 8323720
8321972 - 8323721 (M 10 X 1.25 934 ~ 941
= = M 1.6 X 0.35 144 ~ 148
8321973 83z2lzs 8323725
8321976 8322134
- - M1.6x0.2 153 ~ 155 - - M10 x 1 948 ~ 957
8321977 8322135
RH4
8321980 8322146 | 8323738
= - M 1.7 X 0.35 154 ~ 158 8322647 M12 X 1.75 | RH8 | 11.05 ~ 11.15
8321981 8322147 | 8323739
8321984 8322160
- - M2 x04 181 ~ 185 - 8323747 M 12 X 1.5 1118 ~ 1128
8321985 8322161
8321988 8322176
- - M2.3x0.4 211 ~ 215 - 8323755 M 12 X 1.25 [ RH7 | 11.34 ~ 1141
8321989 8322177
8321992 8322194
- - M 2.5 X 0.45 228 ~ 233 - - Mi12 x 1 1148 ~ 1157
8321993 8322195
8321996 - 8322217 = M14 x 2 RH10| 1292 ~ 13.04
= = M2.6 X 0.45 238 ~ 243
8321997 8322727 | 8322227 - M14 x 1.5 RH9 | 1321 ~ 133
8323654 - 8322245 = M16 X 2 RH10| 1492 ~ 15.04
8322008
8323655 8322755 | 8322255 - M16 x 1.5 RH9 | 1521 ~ 153
- M3 X0.5 RH5 276 ~ 281
8323658 - 8322263 = M18 x25 |RH11| 16,63 ~ 16.78
8322009
8323659 - 8322267 - M18 x 1.6 |RH10| 1722 ~ 17.31
8323670 - 8322273 = M20 x 25 |RH11| 1863 ~ 18.78
8322032
8323671 - 8322277 - M20 x 1.5 |RH10| 19.22 ~ 19.31
- M4 Xx0.7 RH6 365 ~ 37
8323674 - 8322283 = M22 x 25 |RH11| 20.63 ~ 20.78
8322033
8323675 - 8322287 - M22 x 1.5 |RH10| 21.22 ~ 21.31
8300044 8323678 - 8322295 = M24 X 3 RH13| 22.36 ~ 22.53
- 8323679 (M 5 x 0.8 RH6 459 ~ 466 - 8322299 - M24 x 1.5 |RH10| 2322 ~ 23.31
8322045 8323683 - 8322305 = M27 X 3 RH13| 25.36 ~ 25.63
8320056 8323684 - 8322313 - M 30 X 3.5 H1a 28.07 ~ 28.25
8322557 8323685 M 6 X 1 548 ~ 557 - 8322321 - M33 x 3.5 31.07 ~ 31.25
8322057 8323689 - 8322329 - M36 X 4 RH15| 33.78 ~ 33.99
RH7
8320076 8323698 - 8322337 - M42 X 4.5 aHIG 3949 ~ 39.71
8322577 8323699 M 8 X 1.25 734 ~ 741 - 8322345 - M45 X 4.5 4249 ~ 4271
8322077 8393703

Lﬁﬂgﬁiﬁﬁzzﬁﬁfﬁﬂ?&f_ﬁi&ﬂgEEJ_?L?%}E?EJ’EG?L@%E INTHRILAREERE,  The above drill hole sizes are recommended for tapping threads with JIS class
HixEMREZ VBN E , FRZEIFERIA. 2. Tap drill sizes should be adjusted through trials, because the plasticity varies
depending on work material, its hardness, and the required accuracy of thread.



Il HISFHEHETR cutting Conditions

BSIEOAEO BestO Good O

InTARt

Work Material

S-XPF

t}]‘ﬁﬂiﬁfﬁ(m/min) Cutting Speed LT-S-XPF

OIL-S-XPF

10 %0

3‘0 40 50

1% -« AR

S-XPF-LT-S-XPF

Zinc Alloy Casting

sguearndee | C=04% | 15~40 BIleF ©
BN C20.45% | 15~30 [ ©
jora) SCM 15~30 R ©
e |25~3sHRc| 5~20 | [ O
st SC | 15~40 I— O
o sus | s~15 | [ o"
B, cu | 10~30 I— ©
B EEE | Bs-Bsc | 10~230 I— ©
. Al 20~50 I— O
LEREHE | Ac-ADC | 20~40 I— ©
HEEHES ZDC 10~30 _ O

#  HRGEEREETHIREER T EZRRKEETIEIENEE.
P M2ALLERIRT, 6 A LR IBIS M BIERRT0% LINBIS S0t TN T.
*1 N TS RIETE R RIS REE I RAKE DR B T M.

Note : The indicated speeds and feeds are for tapping with chlorine-free water
soluble coolant.
: Cutting speed is recommended to be reduced by at least 30% in case of
M24 and up.
%1 : We recommend using the non-water-soluble fluid or highly lubricated
water-soluble fluid for the stainless steels.

14



shaping your dreams

14l ( £ ) FEIRARLA

0SG Corporation

BXEAL (L) 488

dotik: _EMSTHIRTRICTER 11335 KTSkiEL 3T121%1021003-0755T

E3iE: 021-52552588; {5 021-58883300; HB4": 200051

L () THBESH
ik THmES S 1-2&HAE1004=
FEiE: 0510-82739271; {&H: 0510-82739220; Hi4m: 214074

BREH (i) TS
itk SEHhEERIC & 7BEE1801=
EEiE: 0553-5868160;  f&H: 0553-5868190;  HB4R: 241000

X (E) BMESET
ik PN Tl X 2R ERR 181 Sk AE 15112
E3iE: 0512-62388327; {£H: 0512-62388320; Hp4H: 215028

B (Eifg) FMGLIZESSAT
Htik: FHATRLL IR —E866 S RT3 & 1703
EBiE: 0571-82757757; {&E: 0571-82757767; HBém: 311215

B (Eifg) TSR
tht: SRThER X RE R 700 S RLAFARE207 =
EBiE: 0574-88161548;  {&HE: 0574-88134670; HB4H: 315199

BRLA (L) MO AT
ks JONBRAXMAITEE 57 SERFIFICAEAT7015
EBiE: 020-38210423;  {&EL: 020-38210425;  H#B4H: 545006

BRLAN (L) ARYISESAT
ik 3 HEEXERKERER2129CE (ERMEAATN)
EBiE: 0755-83566532; {EEL: 0755-83558854; HB4R: 518048

BRLAN (L) HPHEESSAT
Hght: [P R BRI S Bl 75218823 RE4AS B
EBiE: 0772-8250338;  {&EL: 0772-8250328;  HB4w: 545006

LA (L) SRS AT
bt JCERmEAREXERE ISR 19 S ERRAEARE18-05C
E3iE: 010-85261018;  {£E: 010-85261016;  #B4%: 100004

BRLH (L) REDAE]
ik KEHAFX D11 STl AE10E10182
EBiE: 022-23037566;  f&E: 022-23037577;  HB4H: 300020

BREAL (L) *BINEESSAT
ik SAREEARN RS S E LR IR 1 SEw3-5115551002
EBiE: 0371-86237251; &5 0371-8623725; Hpgm: 450016

B () ARESH
Hotik: PRRTARRRRUSARIERER 13 SHE38T301=
E3iE: 029-88860594; f€H: 029-88860594;  Hi4H: 710000

L (EE) KESRF
ik REFFARXHUCERRAEB2006
E3iE: 0411-87655185; f€H: 0411-87655186; HB4H: 116600

R (Eif) BRHAE
Hphk: BB XREEE30SHIAT 3535415702803
FHiE: 0532-66775787;  {&H: 0532-66775797; HE4R: 266034

EXEA (L) PUPRESSAT
HodlE: JEBHMEAPEX SXEEJLT555 EEEN AN S1E32-04
E3iE: 024-22852762 fEE: 024-22852763 k%% : 110021

BRH (L) KESSH
it KEHEHXESA#888ERHER2ETT1405=
FEiE: 0431-89388499; {EE: 0431-89230366; HB4R: 130012

BRLAN (L) PkEREISRT
it AERTERX A KRt PR 7 SR ERR2AR 158758035
E3iE: 028-65783992; f&H: 028-85005292;  HB4%: 610042

L (L) EXRDAE
bt BRI IXEEETEEE18S PiaEba il AE12-1
E3iE: 023-65001315; HR%m: 401120

BRLA (L) EiNESAT
bt BN LR X =R TERRB1E25052
EBiE: 027-85557360; &8 027-85557350;  HB4w: 430010

XA (i) KIDES

bk RO THROXHETHE3654ESOHO 1613
E3iE: 0731-88620770;  {&H: 0731-88620770; HE4: 410000

Http://www.chinaosg.com

T 400 888 2086

E-mail:business@chinaosg.com
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