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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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“The Impossible Becomes Possible.”
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XPF achieves low cutting resistance and high lubricity, which enables tapping in materials up to 35 HRC.
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XPF is ideal for tapping in large parts of heavy machinery, construction equipment, and industrial machinery. The size range is from M1 to M45.
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N XPF has a high durability even machining with chlorine-free coolant. OIL-S-XPF is also
f suitable for MQL machining operation.
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j j b i“ﬁ 5 L X P F o’ XPF is Different from Others!
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Reducing approx. 40% of machining torque. Reducing approx. 20% of heat generation.
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3% To photograph the process, machining was carried out by applying paste instead of using coolant.
However, during normal machining, coolant should be used.
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Restraining Burrs

Resistance improved

OIL-S-XPFoEiE= X MITnIH&zP.7858E)

OIL-S-XPF with MQL: please refer P.7 for processing conditions.

F A ILik—IL{3F OIL-S-XPF (SR ) ERDIEES v T (KBMESIHIHAISER )
OIL-S-XPF (with Oil Hole/MQL) Conventional forming taps with water soluble coolant.

MID#EFIFYouTubeTFIvs!

Check the OSGJAPAN Channel on YouTube!

3 YouTube

. 7'{ j y@E;ﬁ':DL‘t Guide for Icons

n *ZE Tool Materials ﬂ%ﬁmﬂ Surface Treatment
oM MFRNCZR HsSE  B/\FITLINAR N yo—F 4V (EESEI-F 1Y)
Powder Metallurgy HSS (CPM) High Vanadium HSS Vv V (Composite multi-layered) Coating

tﬂﬁu%FF Cutting Conditions
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Indicates page number for cutting conditions
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Useful Tips

0 :h“til:';XpF XPF is the Solution

KRNV TRBEINZ SN XPFI&. K12, SEEER.  XPFisadequate for large diameter, tough materials and
. —_ = - MQL. By reducing the torque and heat generation, high
MQLT 0)7JI]I0)111’, Ic IEIJE\ E%ﬁi\ = El"ﬁm]I C® speed machining, long tool life and high quality are

BATY, ERBEDEIEY v TTHEREHFRIELERAL  achieved
FREFRRICEIEBH LTS,

XPFltgs :J IJ _Z“ 3 series of XPF
i o S-XPF
% or g OIL-S-XPF
A i GHIAIE /with oil Hole)

R s LT-S-XPF

(Dyd:/'\"ya/Long Shank)

9 Eﬁg ‘y jﬁ L‘ﬁlj.4 I :J“ Image for Selecting Forming Taps

1%*@0)?&,‘5@ W j (N RT) &b :E,"%‘EEE*ZEJ: DE( S-XPF and LT-S-XPF process hardened materials much

— f h ional formi . Oil-S-XPF i
I TEBS-XPFELT-S-XPF, BESEHTOTER  adequate or process seeking curting speed,
ICIFOIL-S-XPFHh&ETY

.EE ® mﬁ“ﬁgﬂlﬁgi'fx—:j Hardness and Cutting Speed Selection Image
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S-XPF
30- LT-S-XPF
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VP-NRT

20

Hardness of Work Material  (HRC) ki

TIN-NRT OIL-S-XPF

25 30
YIEERE (m/min)  Cutting Speed

F) QUYA X M3~M12 OXBEMYIHEAFI BRI —). MAL ZARVEINIAA—IRT I AKBIEHEIZAVCIBE, RADORBRMENG DR, VIEERER
H&DBEEELED . 20m/min UTZHE LI T M3 KB M12 BADEZEEE EATIHEMCREMCHLIDTITN ERKIDBEVWIHERELLEDET,
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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9 %EEW ﬁu EE Deciding Cutting Speed
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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.

IW'ﬁ'JiEE@J‘EL\IZJ:%mZI:ISE Comparison of durability by the difference in cutting speed

IIHI/HQ%I Tapping Holes

1,q00 2,900 3,900 4,900 5,q00

ERTE OIL-S-XPF M8x1.25 (4¥%%aa)

Tool Special Order

1EHIAE

Work Material s50c

TR ¢7.4X23mm (1Eb)

Drill Hole Size Blind 10m/min
RUITRS 18mm (2.3D)

Tapping Length

BEFEX
2,5007X Holes Excessive Wear
EFEX

3,0003X Hol
! ERGHEE Excessive Wear

EIAlERE - ;

Cutting Szpeed 10 ~40m/min i 4,5007% Holes ]ngffzgve Wear
B MQL 50cc/h(PaBBAE) 20m/min -

Coolant Internal 4,3757X Holes GP-Out
(R WY =y

Machine Horizontal Machining Center TLHA

30m/min

3,806/’1 Holes

Excessive Rubbing Noise

40m/min
Bgm(try—XIL—)

Special order products (Center through coolant hole)

3,3557.( Holes GP-Out
1,606 Holes GP-Out
812X Holes GP-Out

| — | T 3 'I :
Ei J Vi Choosing the Appropriate Coolant

HRMEORUVKBMELIHIRE. FodRKEMETIEH
Blz#RUE T, £fEL. DHEE 20m/minZziE X
ZEENIOEZESF. B KBEIEIREZ S ERT
&L (RKBHEHEIEFE N OBIRMED S D T8) .

O EREN - RIVY - D— IR

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.

_— \
IE D L t Machining, Holder and Work Holding

RABMLT. MUVOHERSE. EREMOEEEZ CiERD
E. CEATEV. XPFRERBIDIEREY Y T&LDH
B MLIRREE D TLE T H KE REEM . FE
INIETR. DB ESTFIRILY . T—I{REFRREIC
BRSO ZERF B IIRIBETTSERATE L.

&

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
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.*En U‘D”HI h,ba_%ﬁ 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.

HHEIRREL(K) Coefficient of Work Material
AC ADC Bs $5400 sasc | StM
M 18 X 25 16.376 14 28 56 77 84 98
M 18 X 15 17.026 5 11 21 29 32 37
M 20 X 25 18.376 16 32 63 87 95 110
M2 X 15 19.026 6 12 24 32 35 41
M 22 X 25 20376 17 35 70 96 105 122
M 22 X 15 21.026 6 13 26 36 39 45
M 24 x 3 22.051 27 54 109 150 163 191
M 24 X 15 23.026 7 14 28 39 43 50
M 27 x 3 25.051 31 62 124 170 186 217
M 30 X 35 27.727 47 93 187 256 280 326
M 33 X 35 30.727 52 103 207 284 310 362
M 36 x 4 33.402 73 147 293 404 440 514
M 42 X 45 39.077 109 217 435 597 652 760
M 45 X 45 42.077 117 234 468 643 702 819

HARFIMIMVIDERTHD NI NV ZRIATDODTIESDE B A REDINT ML, GIBIRE. tIELHEL FRNREEHEREICIDES)

LET,
KB MELTEIRE] (S1ER#RH) Z{EA LSS DER T,

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

%It does not guarantee the actual torque.

ﬁlC%L\U‘{ZICDL\ZIEﬁ\ L‘l?@?‘l‘%itt%ﬂj-lz?fb\o Following formulas are used for calculating torque:
.Eﬁg‘y 70”"1 Nll??f%it Torque Calculation for Forming Tap

ERERIE S v Conventional Forming Taps

T = 0.09806 X K X E X P? K
XPF:JU_Z“ XPF series E
T = 0.06864 X K X E X P?

f51) S-XPF  M30X3.5 . SCM440# Il TD&HE
In case of M30X3.5, working on SCM440

T=0.06864 X14 X 27.727 X 3.5 = 326 [N°m]

) ABEVIEERE] (SAEREH) R OEZ T,
MTRBHCKD BERFEELEITDTTEE TS,

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.

s

T:

FULT N-m]

Torque

| HREIA R IR

Coefficient of Work Material

- BEE Imm]

Pitch Diameter

P EvF [mm]

Pitch

RHIAF WEI R (K)
Work Material Coefficient of Work Material
PIE= LEE 2
Aluminum Alloy
ZIW=FLFv A ~
Aluminum Die Casting 3 4
& 3 -
Brass 6 8
— R AESE i ~
Mild ;Teel 10 n
K =® ~
)Ckarbon Steel 1 12
& () f# ~
AIon?teel (Hardened Steel) 13 14
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0 ’ \ U a‘j% Countermeasure for Burr

BNV EROXPFIERBDEE Y v TR, NUDREZMZDHIEHNTEEXT,

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

EHRIE feRImnES v7 M3X0.5 4P (1 2
Tool S-XPFM3x0.5 4P Conventional Forming Tap Y %$$ Burr Occurrence Rate (%)
I T A L A R N A
Work Material Brass
TI% ¢2.76 X3mmGED) ¢ 2
Drill Hole Size Through S_XPF 2% };ghgﬁiﬁ |
1=\ .

RUITCTES Large reduction
Tapping Leng(t-h 3mm of burrs
BIERE EL/N|
Cutting Speed N/A CERERES ~

5 - / iy Y
BRI B EEIEmA Conve]ﬁional
Coolant Non-Water-Soluble Forming Tap
fE Rt
Machine Specialized Machine

IX\U&%b

Burr with conventional forming tap

.Emb l; 600 D‘B??w Recommending 60° for the chamfer.

INUTEL
No burr with S-XPF

DAD Burr

Tap Drill Size

Tap Drill Size

OrciwmE. mED UIFLMES without chamfering

Tap Drill Size

Tap Drill Size

OyTimE. HED LI

ﬁ' With chamfering

BEY v T FBEERICKDRUIIZRA I B, D—o 005
REICERDAZEVES. hADHELET. hADPUIF- /U
DREZIMZBICIE.60°~70° DAETHIND ZITSLZ2HE
HLET,

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.

FERUILIITOFHST. 118" DEMD BB EFIHS (& HERD IR
HEOBEREZ. RUYA X+2EY FHICTNIEDZID ZMEITEX T,
#l: M10X1.50D%BE. 10mm+(1.5X2) =13mm

1f 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

» S \
n b /@EL Shape of complete thread and its” difference

&

&Y v I TIIENcHhRUDILIER.
EINCAH ZROIHARICIED X T, (BESIR)

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




huIi-“_ 9 Cutting Data

. 35HRC®EEE*ZEEE9‘ij Forming taps are even for 35HRC

EflﬁIE S-XPF M6X1 4P INIIEY Tapping Holes
200 400 600 800
REA \ \ \ I
Work Material SCM440 (35HRC)
=
TR #5.51 ~5.52 X16mm (&b) AL
Drill Hole Size Through S-XPF
RUITRE 5797R Holes
Tapping Length 16mm
Bill3 . .

gtﬁtijrjfgeed 15m/min(796min) itk 170X Holes
SIRElHE] KBELIHIME BRTU— (S18R4E5H) Conventional -
Coolant Water-Soluble Chlorine-Free (External) Product 2237% Holes
et LIS el
Machine Horizontal Machining Center

it 5 13677 Holes

Competitor's

Product 1177 Holes

. M45 *Eﬂ‘x@ﬁﬁ”ulh‘mﬁgl: Thread-rolling process of M45 is no longer a dream

ERATR
Tool S-XPF M45X4.5 2P
)
Work Material 55400
VAN $42.65 ~$42.68X45.5mm (IED)
Drill Hole Size Blind
RUITRE
Tapping Length 36mm (0.8D) —
tREl=RE . .
Cutting Speed 5m/min(133min-")
il ACBALRLR sk o) — (habie) B2 TNV (GREE) 674N-m KEHGIEEFIOM, X—Z NTOMIHALET
oolan ater-Soluble Chlorine-Free (Externa =g
HBDEEERBEHTI,
Emﬁm 1§ﬂ*§79:/7“t"/9 Torque for above machining process is equivalent to 674N - m. Water-soluble coolant and paste are also
Machine Horizontal Machining Center appropriate for this case.

. MQL& EHE*”"IE;E Achieving high efficiency with MQL

EFRTE OIL-S-XPF HERERIEY v M12X1.75 7 ;
Tool M12X1.75 2P Conve,nhtional Forming Tap M7 Tapping Holes
5 10

Ll \ \
Work Material SCM420 (&#1)
Drill Hole Size Blind OIL-S-XPF BARLLE oversHoles still Running
RUITRE
Tapping Leng?\ 36mm(3D)
G : — weREEy Y| —
Cutting Speed 40m/min(1,062min") Conventional | 07T Hole rind
SIRIHA] MQL(PIER#RIH) | KBIEIENHE] R T — 106 (GAEEH)
Coolant Internal Water-Soluble Chlorine-Free (10%)(External)
fEFAtE [
Machine Horizontal Machining Center

&=

3

MID#EFIEYouTubeTFIvY! 2 YouTube

Check the OSGJAPAN Channel on YouTube!


http://goo.gl/RwFDY7

. mﬁug‘yj®17'gwmalli ! 17 times the durability of cutting taps!

ERATR S-XPF AIASIT YT M6X1

Tool M6X1 2P Spiral Fluted Tap

A

Work Material S45C(90HRB)

TR ®5.55X25mm@ED) | @5X15mm(ED)

Drill Hole Size Through Through S-XPF
RUITRE

Tapping Leng<t-h 18mm(3D) 12mm(2D)

SIRRE ; int ; in

Cutting Speed 15m/min(796min') | 10m/min(530min") 2SI
A AKBMEIHHE T U— 10f8 HvT
Coolant Water-Soluble Chlorine-Free (10%) Spiral Fluted Tap
e L7 A Vb s AV

Machine Horizontal Machining Center

RUITRE Tapping Length(m)

20 40 60 80 190

120
. \ \ \ \

113m EEFE K Excessive Wear

119.2m BEFE X Excessive Wear

7-2m GP-Out 1.5[EOYMRE— K
1.5EDRUIITRSE
6.2m GP-Out 7SR IERE

1.5 times cutting speed
1.5 times tapping length
17 times durability performance

. ,J ‘En Uh‘gb‘*&ﬁu*jl:mgm( a‘j’;r\ Ideal for work material especially for small diameter threads

ERIR S-XPF M1X0.25 2P BN7XES Tapping Holes
5,000 10,000
SCM440 (35HRC) | SUS420 SPCC C2801P | | |
ﬁﬁm | JOLEUTTVE Z(EOHIE%M SRS R iiE
ork Materiai Ch Molybd: > b Cold Rolled e v

rOmAIeIoy?SyCM)Enum St;;less Steel © Stegl € Brass SCM440 3,3077X Holes Breakage
Tt $0.89 ~0.90X4mm(ED) " ny
Drill Hole Size Through SUS420 10,0007 Holes ﬁ%ﬁ?ﬁﬁng
RUITRE
Tapping Length 2mm(2D)

o . HsEoTRE
Eﬂf{?f’fme . 5m/min(1,590min") 10m/min(3,180min-") SPCC 10,0005 Holes Sl Rumming
BIHHF KAMEEIHERA R T U — 1068 REETEE
Coolant Water-Soluble Chlorine-Free (10%) C2801P 10,00077 Holes gh'"l;?;ifn
s B A ¢
Machine Vertical Machining Center

3 TP
. wgﬂﬁﬁ';m'z%ﬂﬂ ran: Internally-fed coolant improve tool life
BRI OIL-S-XPF M10X1.5 2P ANT7XES Tapping Holes
1,000 2,000 3,000
HRHIAE ‘ ‘ ‘ ‘
e — SCM440 (35HRC) .
b 1 3] L (a3
Dri,I-IHHoIe Size ¢9.3%24mm '?Eo?g)h Inl:ltlzﬁl'm 27047 Holes Excessive Rubbing Noise
e OIL-S-XPF 2,9505% B
'Epgiﬁ;_fe%_ti 20mm (2D) . /8 Hores Excessive Wear
I3 . . =
gﬁijr%gi:eed 20m/min P? Eﬁzﬁ 4217R Holes i’l *fkage
A ACBEIHIER % 7 U — 2018 imtornal . A
Coolant Water-Soluble Chlorine-Free (5%) Competitor 2007 Holes Excessive Wear
EFF}I\W Fﬁﬁ???z‘ﬁﬁt‘/?
Machi Horizontal Machining Cent s EE
achine orizonta achining Center y{.gﬂﬁﬁ;ﬂ] 17._\' Holes E(tfsﬁ Wear
ek
External 17% EEX
Conventional Product | 17V Holes b @ ot ve Wear

&




X , \07 z- _7_ EEJEQ ‘y j X Performer Forming Tap

S-XPF

Type 1
2c g
99999949, S
Y . = b
i B S
THLGTH £k A%
LU ﬂ $
LF |
Type 2
£c 3
THLGTH 2k
PM HSSE S;EEE%) L_‘ 0&
P14 . |
M1~M26 M3~
nUG)E;E : M BT :mm Unit:mm
Sy 7y BE |BAOEH RUED (B FD| s nyyaml Y9V9 | Y900 | B2k | =HUL a5
F L, 0 T | oBx | BRIV Tgx | YTYOR npun. mamion| 54| oys | LR | B
EDPNo. Thread Size Limit B LF | THIGTH | LU DCON 2K DRVS | Type |ExtemalCenter| StOCK | (Yen)
8321960 4p O 4,840
1 X 0.2 TD RH4 . — 2. 1 B
8321961 0.25 | 5 2P 30 >3 3 > > — 4,840
8321964 4p 4,530
1.2 X 0.25 | STD RH4 32 5.5 — 3 5 25 1 © B
8321965 2P - 4,530
21 4P 4,31
8321968 14 X 0.3 STD RH4 34 7 — 3 5 25 1 O B 310
8321969 2P — 4,310
8321972 1.6 X 0.35 STD RH4 4p 36 8 - 3 5 25 1 © B 4,270
8321973 2P - 4,270
8321976 4P 4,890
1.6 X 0.2 STD RH4 36 8 — 3 5 2.5 1 E B
8321977 2P — 4,890
21980 4p 4,12
83 8 1.7 X 035 | STD RH4 36 8 — 3 5 25 1 © B 0
8321981 2P - 4,120
21984 4P
832198 2 X 04 STD RH4 40 8 — 3 5 25 1 O B 3,800
8321985 2P - 3,800
8321988 4p O 3,760
23 X 04 T RH4 42 . - 2. 1
8321989 3 0 >TD 2P 93 3 > > - B 3,760
8321992 4P 3,580
2.5 X 0.45 STD RH4 44 9.5 — 3 5 25 1 o B
8321993 2P - 3,580
8321996 4P 3,580
2.6 X 0.45 STD RH4 44 9.5 — 3 5 25 1 © B
8321997 2P - 3,580
8322008 4P O 3,370
X TD RH 4 1 4 2 1 B
8322009 3 0.5 > > 2P 6 2 8 6 3 — 3,370
8322032 4p 3,440
4 X 0.7 STD RH6 52 10 20 5 7 4 1 © B
8322033 2P - 3,440
8322044 4P 3,650
5 X 0.8 STD RH6 60 11 22 55 7 4.5 1 O B
8322045 2P - 3,650
8322056 STD RH7 4p O B 3,870
8322057 6 X1 2P 62 10 24 6 7 4.5 1 - 3,870
8322059 STD+2 | RH9 2P - D 4,370
8322075 STD-2 | RH5 2P - D 5,880
8322076 4P - 5,190
8 X 125 | STD RH7 70 12 — 6.2 8 5 2 B
8322077 2P — 5,190
8322079 STD+1| RH8 2P - D 5,880

B4 VDB Ep.2ZTE TS,
B See p.2 for explanation of icons.

B.D =1Z# 7 &R B,D =Standard stockitem O=Yes

[ NEXT )2




B :mm Unit:mm

wW_ TOF i BE |[BfEs BUED (B RO 0o mm| V197 | Yoo | Bk | =HU a3

PRI =2 | o osc SR er Ex 7U7Emadors mamom 5| vys TR REMR
8322090 | 1 g x 1 STD | RH7 |2 70 | 12 - 6.2 8 5 2 ~ | g | 2880
8322091 2P - 5,880
8322107 STD-2| RH5 | 2P - | o] 7150
8322108 | 10 x 15 | STD | RH7 —F | 75| 15 | — 7 8 55 | 2 = || 030
8322109 2P - 6,300
8322111 STD+2| RH9 | 2P — | p| 7150
8322121 STD-2| RH5 | 2pP — | p| 7150
8322122 | 10 x 125 | STD | RH7 P 75 | 15 - 7 8 55 | 2 ~ | g | 0300
8322123 2P - 6,300
8322125 STD+1| RH8 | 2P — | p| 7150
8322134 | 110 x 1 STD | RH7 2| 75 | 15 | - 7 8 55 | 2 - | g | 7020
8322135 2P - 7,020
8322145 STD-2| RH6 | 2P — | b | 10900
8322146 | 112 x175| STD | RH8 % | g2 | 17 | - 8.5 9 65 | 2 S P
8322147 2P - 9,590
8322149 STD+2| RH10| 2P — | b | 10900
8322160 | 15 x 15 | STD | RH7 —F | g2 | 17 | - 8.5 9 65 | 2 =~ g | %0
8322161 2P - 9,590
8322176 4p - 9,590
g3ag17; | M12 X125 | STD | RH7 —o— 82| 17 | - 8.5 9 65 | 2 —1 8 590
8322194 4P - 12,100

M12 X1 STD | RH7 82| 17 | - 8.5 9 65 | 2 B

8322195 2P - 12,100
8322217 | M14 X 2 STD |RH10| 2P | 88| 20 | — 105 | 11 8 2 — | B | 15000
8322227 | M14 x 15 | STD | RH9 | 2P | 88| 20 | — 105 | 11 8 2 — | B | 15000
8322245 | M16 X 2 STD |[RH10| 2P | 95| 20 | — 125 | 13 10 2 — | B | 18600
8322255 | M16 X 15 | STD | RH9 | 2P | 95| 20 | — 125 | 13 10 2 — | B | 18600
8322263 | M18 X 25 | STD |RH11| 2P |125| 20 | — 14 14 11 2 — | B | 23500
8322267 | M18 X 1.5 | STD |RH10| 2P |110 | 15 | — 14 14 11 2 — | B | 23500
8322273 | M20 X 25 | STD |RH11| 2P |140 | 20 | — 15 15 12 2 — | B | 25800
8322277 | M20 x 1.5 | STD |RH10| 2P |125| 15 | — 15 15 12 2 — | B | 25800
8322283 | M22 X 25 | STD |RH11| 2P | 140 | 20 | — 17 16 13 2 — | B | 30700
8322287 | M22 x 1.5 | STD |RH10| 2P |125| 15 | — 17 16 13 2 — | B | 30700
8322295 | M24 X 3 STD |RH13| 2P |160 | 18 | — 19 18 15 2 — | B | 35800
8322299 | M24 X 1.5 | STD |RH10| 2P |140 | 15 | — 19 18 15 2 — | B | 35800
8322305 | M27 X 3 STD |RH13| 2P | 160 | 18 | — | 20 18 15 2 — | B | 49400
8322313 | M30 X 3.5 | STD |RH14| 2P | 180 | 21 - | 23 20 17 2 — | B | 54200
8322321 | M33 X 35 | STD |RH14| 2P | 180 | 21 — | 25 22 19 2 — | B | 62500
8322329 | M36 X 4 STD |RH15| 2P | 200 | 24 | — | 28 24 21 2 — | B | 72500
8322337 | M42 x 45 | STD |RH16| 2P |200 | 27 | — | 32 30 26 2 — | B [ 102,000
8322345 | M45 X 45 | STD |RH16| 2P | 220 | 27 | — | 35 30 26 2 — | B [121,000

B,.D=1Z#7EEm B,D =Standard stock item

1.RBEM  (F2RORUEHRERDY Y THREBETI, .The recommended tap limit corresponds to JIS class 2 internal thread standards.

BHROLOHFBELFIRHBELE—CTIH. EvFIULORERIC The upper limit of the pitch diameter is the same as the RH Limit. For taps with a
DVTR REFBEDI2.7umTFEL18umEE>TEDFT, pitch above one, the limit will be 18um instead of the standard 12.7um.
2. v THERORUIEEZRIETHEDTIEHOE A, 2. TAP Limit does not guarantee thread limit for the internal thread after tapping.
3. M2 BT HEBENSHDF Ao 3.Thread size = M2.6: without oil groove.
4. BRIEEORE 4P=P(GBDIA) .2P=BUEDIIA) 4. £ c:4P=P(for through holes), 2P=B(for blind holes)
5. FINOEAMZO LT EIHEVYEEAT2ILZEIP BEKRLTHDET, 5. 1P of center surface and incomplete thread is remained to improve tap insertion
of the drill holes.

Please contact our sales staff for more information. Custom order with specific requests on diameter, length and accuracy is accepted.

&

Wiwe =TS HE T, BU-EX-BEEVOBERLADET. I



3mr\1ﬂ§ X ’ \07 Z' _7_ E\EJEQ ‘y 70 X Performer Forming Tap with Internal Coolant Supply

OIL-S-XPF

Type 1

THLGTH 2
LF |
Type 2
A z
el O
THLGTH o
psse TR ﬁ oy
P14 LF
@U@Eﬁ M BT :mm  Unit:mm
w—JUNo. [ BE BHEH| o (BUBO | ETD| yoysg| Y977 | Y20 | IR | RUU | 1ps | (mifiig
: DRE fa} a3 EABORS | MABOIE s
EDP No. Thread Size J@P\t EL LF TI—%GCTI' H ELUL DCON qu c DE\/S gT;;raej Ex‘t‘e::njCegmer Stock (Yen)
8322557 | M 6 X 1 STD | RH7 2P 62 8 24 6 7 4.5 1 — D 8,390
8322577 | M 8 X 1.25 STD | RH7 2P 70 10 - 6.2 8 5 2 - D | 11,400
8322609 | M 10 X 1.5 STD | RH7 2P 75 12 — 7 8 5.5 2 - D | 13,700
8322647 | M 12 X 1.75 STD | RH8 2P 82 14 - 8.5 9 6.5 2 - D | 20,900
8322727 | M 14 X 1.5 STD | RH9 2P 88 12 — 10.5 11 8 2 — D | 32,400
8322755 | M 16 X 1.5 STD | RH9 2P 95 12 - 12.5 13 10 2 — D | 40,700

W74 JVOFHRRAEp.2ZCE TEL, D =1Z#7%EBm D =Standard stock item

B See p.2 for explanation of icons.

1LHEEW  [F2RORQUEHERDY Y THERETY. BNROLOFEEERH
BECEA—TIH REFIBumEEITHHET,

2. Yy TRERDRUBEZRIETDIEDTESOEE A,

3. BfiEHMORE 2P=BUEDA)

4. TRNDEAMRZR LS ERIcD Y IEEARTZILZ P EEEZEULCHDETD,

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 18um .

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

3. 8 ¢:2P=B (for blind holes)

4. 1P of center surface and incomplete thread is remained to improve tap insertion
of the drill holes.

HHERITHLESDE TS,

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

s

Please contact our sales staff for more information.

BB -BEELORGEREROET. I




X I \07 Z' _7_ E\Eﬁg “J jo D yﬁ‘y -\1 ya X Performer Forming Tap with Long Shank

LT-S-XPF

Type 1
2c F4
" — 8 S ey = S S
THLGE[:' &‘ 0&
LF |
Type 2
o f
THLGTH 2k
pssp - B Lﬂ O‘y
P14 LF
nUG)Eﬁ M BfiT :mm  Unit:mm
w—JL No. [E BE BEHIEH| o RUBO BTRO | yoysmg| YrY7 | Yr27 | BAR | REU | | @i
. DRE ay a3 BORS| MALOIE p
EDP No. Thread Size Jﬁnﬁt EL LF TH Lé:FH ELJ‘ DCON %DEB K R D;\/S " 91—;2? Exgnj@gnter Stock (Yen)
8323654 4P O 5,280
M 3X0.5 X TD | RH 1 4 2 1 D
8323655 3X0.5 80| S 5 2p 80 9 8 6 3 — 5280
8323658 4p 7,100
M 3X0.5 X120| STD | RH5 120 9 18 4 6 3.2 1 © D
8323659 2P - 7,100
8323670 4P 4,820
M 4X0.7 X 80| STD | RH6 80 10 20 5 7 4 1 9 D
8323671 2P — 4,820
8323674 4P 6,780
M 4X0.7 X120 STD | RH6 120 10 20 5 7 4 1 © D
8323675 2P — 6,780
8323678 4P O 5,670
X0.8 X T RH 1 11 22 . 7 4, 1
8323679 M 5X0.8 100, STD 6 2P 00 5.5 5 — D 5670
8323683 |M 5X0.8 X150| STD | RH6 2P 150 1 22 55 7 4.5 1 - D 8,910
8323684 4P 5,460
M 6X1 X100 STD | RH7 100 10 24 6 7 4.5 1 9 D
8323685 2P — 5,460
8323689 |[M 6X1 X150 STD | RH7 2P 150 10 24 6 7 4.5 1 - D 8,470
8323698 4P — 6,680
M 8X1.25X100| STD | RH7 100 12 - 6.2 8 5 2 D
8323699 2P — 6,680
8323703 |M 8X1.25X150| STD | RH7 2P 150 12 — 6.2 8 5 2 - D | 10,000
8323712 4P - 7,690
M10X1.5 X100 STD | RH7 100 15 — 7 8 5.5 2 D
8323713 2P — 7,690
8323717 |[M10X1.5 X150 STD | RH7 2P 150 15 - 7 8 5.5 2 — D | 11,000
8323720 4P — 7,690
M10X1.25X 1 TD | RH7 1 1 - 7 . 2 D
8323721 0 X100/ 5 2P 00 > 8 > — 7,690
8323725 |M10X1.25X 150, STD | RH7 2P 150 15 — 7 8 5.5 2 - D | 11,000
8323738 4P - 13,600
M12 X1.75X 150, STD | RH8 150 17 — 8.5 9 6.5 2 D
8323739 2P — 13,600
8323747 |[M12X1.5 X150 STD | RH7 2P 150 17 - 8.5 9 6.5 2 — D | 13,600
8323755 |[M12 X1.25X 150, STD | RH7 2P 150 17 — 8.5 9 6.5 2 — D | 13,600

W7 JVDHRAIFp.2ZCETEL,

W See p.2 for explanation of icons.

1. FEEW 2RO RQUBEHERDY Yy THERETT,
BWROLOFBFERFRHEEEE—CTIH. EvF I EORMIC
DVTF REFBEDI2.7umTIFEL18umELITHDHET,

2. Yy TRERDRUBEZRIETDEDTRESOEE A,

3. BfEBMORE 4P=P(GEDNA) .2P=B(LLDIA)

4. FINDOEANZA LS EReh Y IEEAT2IZIP BERLTHDET,

HHERFITHLEDE TS,

Please contact our sales staff for more information.

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

&

D=f2%# 7 EmM D =Standard stockitem O=Yes

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 18um instead of the standard 12.7um.

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

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

4. 1P of center surface and incomplete thread is remained to improve tap insertion
of the drill holes.

FU -RE-BEEVDRFRHEDT T,



n U -F/HQ”U I;Eﬁli Recommended Tap Drill Size

B{iI :mm  Unit:mm

-~ l"'!x - rﬁ/x
OLSXPF SxPF LTSXPF| TSR ™ e OLSXPF SXPF | LT-S-XPF I P = s
Y=IbNo. Y—IUNo. [¥=JUNo. - TAP B~ 8K Y=IbNo. Y—JUNo. |¥=JUNo. T TAP BhN~BX
EDP No. EDP No. EDP No. readsize Limit Recommended Tap Drill Size: EDP No. EDP No. EDP No. read>ize Limit Recommended Tap Drill Size
(For Forming Taps) Min. ~ Max. (For Forming Taps) Min. ~ Max.
8321960 8322090
- - M1 X0.25 09 ~0.92 = = M8 X1 748 ~ 7.57
8321961 8322091
8321964 8323712
- — M 12%025 11 ~112 8322108
8321965 8322609 8323713 | M10 X1.5 9.18 ~ 9.28
8321968 8322109 4353717
- - M 1.4X%0.3 1.27 ~ 1.294 RH7
8321969 8322122 | 8323720
8321972 T Ny = 8323721 | M10 X1.25 9.34 ~ 941
- - .6 X0. 44 ~ 1.
8321973 8322123 | 5353725
8321976 8322134
- - M 1.6X0.2 153 ~ 1.55 - - M10 X1 9.48 ~ 9.57
8321977 8322135
RH4
8321980 8322146 | 8323738
= = M 1.7X0.35 1.54 ~ 1.58 8322647 M12 X1.75 | RH8 | 11.05 ~11.15
8321981 8322147 | 8323739
8321984 8322160
- - M2 X04 1.81 ~ 1.85 - 8323747 |[M12 X1.5 11.18 ~11.28
8321985 8322161
8321988 8322176
= = M 2.3X0.4 211 ~ 215 = 8323755 | M12 X1.25 | RH7 | 11.34 ~11.41
8321989 8322177
8321992 8322194
- - M 2.5X0.45 228 ~ 233 - - M12 X1 1148 ~11.57
8321993 8322195
8321996 = 8322217 = M14 X2 RH10| 12.92 ~13.04
= - M 2.6X0.45 238 ~ 243
8321997 8322727 | 8322227 - M14 X15 |RH9| 13.21 ~13.3
8323654 = 8322245 = M16 X2 RH10| 14.92 ~15.04
8322008
8323655 8322755 | 8322255 - M16 X1.5 |RH9| 1521 ~15.3
- M 3 X05 |RH5| 276 ~ 2.81
8323658 = 8322263 = M18 X2.5 |RH11| 16.63 ~16.78
8322009
8323659 - 8322267 - M18 X1.5 |RH10| 17.22 ~17.31
8323670 = 8322273 = M20 X2.5 |RH11| 18.63 ~18.78
8322032
8323671 - 8322277 - M20 X1.5 |RH10| 19.22 ~19.31
= M4 X0.7 [RH6| 3.65 ~ 3.7
8323674 = 8322283 = M22 X2.5 |RH11| 20.63 ~20.78
8322033
8323675 - 8322287 - M22 X1.5 |RH10| 21.22 ~21.31
8322044 | 8323678 = 8322295 = M24 X3 RH13| 22.36 ~22.53
- 8323679 | M 5 X0.8 |RH6 | 4.59 ~ 4.66 - 8322299 - M24 X1.5 |RH10| 23.22 ~23.31
8322045 | 5373683 — 18322305 — | M27 X3 |RH13| 2536 ~25.53
8322056 | 8323684 - 8322313 - M30 X3.5 - 28.07 ~28.25
8322557 8323685 M 6 X1 548 ~ 5.57 = 8322321 = M33 X3.5 31.07 ~31.25
8322057 | 833689 . —  |8322329| — |M36 x4 |RHI5| 33.78 ~33.99
8322076 | 8323698 = 8322337 = M42 X4.5 . 39.49 ~39.71
8322577 8323699 |[M 8 X1.25 734 ~ 741 - 8322345 - M45 X4.5 4249 ~42.71
8322077 | 8323703
EREF2HMHRQUEHBEILD Y Y T ICHUTDOTIRRTT, FIRIEFEE- The above drill hole sizes are recommended for tapping threads with JIS class
HWHIM - BSEEICKD BED ENDMENZAZEDDFITOTHUMIOD LR 2. Tap drill sizes should be adjusted through trials, because the plasticity varies
ETREL, depending on work material, its hardness, and the required accuracy of thread.

® s



EDHISRIFBEER s condions

B®i#O BAO BestO GoodO

S-XPF
s ) . ok
WHIAE work Material IR E (m/min) Cutting Speed LT-S-XPF
0 10 20 30 40 50 OIL-S-XPF
ERSH - (KRR ERE - FRER SR S-XPF - LT-S-XPF
i . o C=0.4% 15~40
e ey 5! ° OIL-5-XPF ©
Hnigftarbon Steel 0.45%=C 15~30
ki ~ I—
ﬁoy =) SCM 15~30

AR 25~35HRC| 5~20 P—
e - 15~40 I—

27U 5US304 ~
StaiZI;ss Steel & SUS420 5~15 -

L Cu 10~30

Copper

=i - EIEHEY Bs - BsC 10~30

Brass - Brass Casting

7IL== iE -
e o 20~50 I—

PIVEZOLAEHEY  aAc-ADC 20~40

Alminum Alloy Casting

000|000 ]|0 0|0

BINSEHY) ZDC 10~30

Zinc Alloy Casting

A L COVIBISRHREERE, KEEVIEPRFI (BRI U—) ZERT2H5EDHDTT, Note: The indicated speeds and feeds are for tapping with
M24L DY A Xd, EERUIHISREEERD70% U T TOMIZ#HRELF T, chlorine-free water soluble coolant.

#*1 1 ATV UVRMIEARKB M VIEDRRIE 2 [EEBMEORVKA M UIEHI B Z : Cutting speed is recommended to be reduced by at least
CERATEL, 30% in case of M24 and up.

*1 : We recommend using the non-water-soluble coolant or highly
lubricated water-soluble coolant for the stainless steels.
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TEL (076) 268-0830
TEL (077) 553-2012
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TEL (082) 507-1227
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/N BECBENWERE L DIT

« TEZSEAT 263, BT 2RRNDIDT, HIFN/\— - (REIRS - REWNSEEALTTEL,
 UINFTBRFTRSIENT FEL.

+ 51D K FIFFRFTHSIENTTEL,

* TEOYINKEDEL Eo e SERZEHRIELTREL,

« BEE - RERBHNRELLS, BSICERZHRLELTREL.

* TEICEFZMRIFNTFEL.

« MIFIICTEDTERRET> T RS,

& Safe use of cutting tools

+ Use safety cover, safety glasses and safety shoes during operation.

+ Do not touch cutting edges with bare hands.

+ Do not touch cutting chips with bare hands. Chips will be hot after cutting.

« Stop cutting when the tool becomes dull.

« Stop cutting operation immediately if you hear any abnormal cutting sounds.

+ Do not modify tools.

« Please use appropriate tools for the operation. Check dimensions to ensure proper selection.

BEIIHEHHDET,
« AEBBABORETER - BRZRCIT T,

OSGRERE

Copyright ©2016 OSG Corporation. All rights reserved.
« BRBICDOVTIE, BICHR - MRZIT>THDEIDT. FELFLAHYOJBHETIRE

Tool specifications are subject to change without notice.
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