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Tool A-SFT M8X1.25 2.5P
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Work Material s45C

TR ©6.8X18mm (LEb)

Drill Hole Size Blind
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Tapping Length 12mm (1.5D)
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Machine Vertical Synchronized Machining Center
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+ The shape of chips is stable even if the tapping speed is high.

- Shape of chips is stable even if the tapping speed is 10m/min or
less; however, separation of chip would improve tremendously
by increasing the speed and centrifugal force.
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. WﬁUﬁEtiilﬁ Cutting speed and performance stability

ERTR A-SFT M6X1 2.5P
ool
HHIA
Work Material s45¢C

/N @5x16mm (IED)
Drill Hole Size Blind
RUITRE
Tapping Length 12mm (2D)
SIEHE KBEIHEME ISR T U— 1065
Coolant Water-Soluble Chlorine-Free (10%)
et IRV =TV Y (BEED R E)
Machine Vertical Synchronized Machining Center
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fiERER Conventional Tap
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Still Running
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1,4007 Holes Still Running

40m/min
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The results of tapping operations in 15, 30, 40m/min are all stable.

B VY00 I DEENEEDT UIHITEIE THIEREZE FERE 1 cor maximizes the performance of machining center

ERIA A-POT M8X1.25 ANT5EK Tapping Holes
1,000 2,000 3,000 4,000 5,000

A \ T " 7 " "
Work Material s50C
TR ¢6.8X16mm (G&D) A-POT 4,9477% Holes BsK
Drill Hole Size Through Large Wear
RUITRS o -
Tapping Length 16mm (2D) C:E,e;ﬁgﬁal 3,816 Holes ;B)fifkage
tIEIERE . .
Citting Speed 30m/min (1,190min"") -

N - AR 2,865 Holes GP-Out
SIEHE KBELIEEME BRI U— 1015 Competitor
Coolant Water-Soluble Chlorine-Free (10%)
{EF BRRY=V Y5 (FERRD i) foit B R E DA EE TSR
Machine Horizontal Synchronized Machining Center

The advantage of A-POT over the competitors’ and conventional taps was verified.
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. S45C EDR@E&”"I High speed machining of S45C (Through)

ERTR A-POT ﬁé*'ﬁ INIIEL Tapping Holes
Tool Conventional Tap
1,000 2,000 3,000 4,000 5,000 6,000 7,000
L M8x1.25 : : : : : : :
ize
W sasc
Work Material A-POT 6,5017X Holes GP-Out
TR $6.8X16mm (i&Db)
Drill Hole Size Through
RUITRE
Tapping Length 16mm (2D)
I3 . . ERE@ 4,5537R Hol
gtgtijr%ieed 50m/min (1,990min™") Conventional ==
BIHHF KBEYIHIHF BRI U— 105
Coolant Water-Soluble Chlorine-Free (10%)
A Y=Yy (ABEDEEEE)  A-POT(IYRIILYvo2)FERRBICH L THI SEOMANM
Machine Vertical Synchronized Machining Center A-POT (End Mill Shank) has achieved 1.5 times of durability versus conventional tool.
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. -I-ﬁmﬁiﬁim-t“ MQLEE’”"IE‘H‘E MQL possible with sufficient and stable coolant supply

ERITE H5007 hlIT# Cutting edge after tapping 500 hole
Tool A-SFT M8X1.25 2.5P

A

Work Material 545C ‘ ACAC-F

TR ©6.8X24mm (D)

Drill Hole Size Blind

RUITRE

Tapping Length 16mm (2D)

IHLERE . .

Cutting Speed 30m/min (1,194min™)

BDRELmEA MQL 50cc/h(PIER#E;H)

Coolant (Internal)

et BRIV VIt s (BEBXDHIEME)

Machine Horizontal Synchronized Machining Center

12>/ #%—2)U— Center through coolant hole 5007l T b ATTIBELL

No significant damage was found even after tapping 500 holes.



