Spiral Flute Tap for Stainless Steel Vol.2
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No More Chip Trouble. Only Peak Efficiency.
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Are you struggling with chip entanglement when machining tough, ductile stainless steel?
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Chip entanglement is the leading cause of
reduced tapping efficiency.
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Flute design
optimized for
stainless steel

High-performance
Vi coating developed
specifically for taps
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Chipping and breakage of taps
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Poor internal thread accuracy
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Scratches caused by chip friction

A

orrespondence

machining
Vb FDBEHDOEHS|ETEI T RE
Issues caused by chip entanglement
Primary Problems Resulting Tasks
ezt | esyToxD A M whzsL

Stopping the machine

V] (EREDFERETHOLKFIRE

Manual chip removal by operators

M FEL

Reworking

Optimal shank length
that minimizes chip

ERMEDQETLEBEDEE

Reduced work efficiency and hindered automation

entanglement L )
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Reduces chip removal work!
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Reduces machine downtime and improves overall productivity

R Hl44 1 SUS316

Work Material

Tool

{ERATE:M8X%X1.25 2.5P

Cutting Speed

PIHIERE : 7.5m/min

fAUIITRE :16mm (2D)

Tapping Length

INTIER

Number of
Machined Holes

%Wf-?ltlﬁ]iﬁl Number of Machine Stoppages

5
I

10

| 1\5

5005% o
Holes 7@ Times 6-5~ /o

o T :

Still Running 550

Reduction

R 4985% 1
Holes

=]u] a
Conventional g 20@ Times

Breakage
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Smooth chip evacuation for better operational efficiency

WD FDHRIOETZNFTIRBELEIv VIR

Optimal shank length that suppresses chip entanglement
1 Hl+4 - SUS304

A Work Material
3% ERATE:M10X15 25P  I4LEE: 7.5m/min
Z E < Tool Cutting Speed
EZ 38 LI TR : 20mm (2D)
Y 7ﬁfy é é Tapping Length
S
A\
&

RS

Coinisgﬁr;t%a\al A-SFT-SUS Conventional A-SFT-SUS

= VR 14 h T8 32 iR 86 5 %= Hll iR

High durability that helps minimize tool-change frequency

#RkHlI44 1 SUS316

Work Material

EATE:M8X1.25 2.5P  JHIEE :7.5m/min  RQUIITRS: 16mm (2D)

Tool Cutting Speed Tapping Length

HHIT\& Number of Machined Holes .2,0007{”"1& Cutting edge after tapping 2,000 holes
| 5?0 1,900 1 ,5‘00 2,900
A-SFT-SUS 2,0007% Holes el
Still Running
R e # f!'mfﬁ!
Conventional Breakage i Iong);r
tool life!
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I% =] Reducing machine stoppages improves productivity and promotes labor savings

[ 5oL 2BOMT TR o< FORENFRECED DTN ENAEERET &

T A-SFT-SUSIFCDREZBHRL VDL TS T IVICKDEME L EZHIR T D
CETEEMD L. BEANMEZRRELET,
SEMRALEGHETDIEADOMHEICEDENDET,

In stainless-steel machining, unstable chip evacuation remains a major challenge. The A-SFT-SUS addresses this issue by reducing
machine stoppages caused by chip-related problems, improving productivity and enabling labor savings.
Higher productivity also contributes to reduced power consumption.
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”DI ;-‘_ 9 Cutting Data

. SUS304®”"I Machining SUS304

BHIR A-SFT-SUS M10X1.5 2.5P
ool

HREA

Work Material 5US304

T ©8.5X25mm (G&D)
Drill Hole Size Through
RUITRSE

Tapping Leng;w 20mm (2D)
HIEERE ; .
Cutting Speed 7.5m/min (239min")
SIREIHA] KB HELDHEIRA TR T U —20%
Coolant Water-soluble Chlorine-free (5%)
{SE PR KRV =Tt 5 (BT40)
Machine Vertical Machining Center

ATV U AHDRERRESUS304[CBNT
RZREULIMIA AR

Enables stable machining of SUS304, one of the most

common stainless steels

ﬂﬂIﬂiﬁl Number of Machined Holes

590 1,q00 1,5‘00 2,q00

RIF
Chipping

RIF
Chipping

2,0007{ Holes
A-SFT-SUS

2,000}'1 Holes

xr
5007% Holes REX .
PR Loud abnormal noise
ERm
Conventional — ria
4617% Holes Breakage

A-SFT-SUS 2,0007Wi1T# iR 5007V T#

After tapping 2,000 holes Conventional  After tapping 500 holes

. S U 5304 w*ﬁﬂgvy: yﬁt yngbul Machining SUS304 on a horizontal machining center

E(TIE A-SFT-SUS M8X1.25 2.5P HOITTEL Number of Machined Holes
200 400 600 800 1,000

A \ | \ \ "
Work Material sUs304
TR $6.8X20mm (GED) w "
Drill Hole Size Through SET- . fimoTEE
nIU""C;'\' e A SFT SUS LIzl Still Running

4L &
Tapping Length 16mm (2D)
tIEIERE . .
Cutting Speed 7.5m/min (300min")
e GBI 557U —20(8 iR i 1,0007X Holes R
Coolant Water-soluble Chlorine-free (5%) Conventional Chipping
E RS WYy =—vJt>4 (BT40)
Machine Horizontal Machining Center

BENYY Ty 5 THUD K FOMEHAHZ

H URE L il IH A EE
Chip entanglement is suppressed even on a horizontal
machining center, enabling stable machining

.1,000/"(”"1& Cutting edge after tapping 1,000 holes

TR

Conventional

A-SFT-SUS




. SU531 60”"1 Machining in SUS316

JJ[II/"'@SI Number of Machined Holes

EmIR A-SFT-SUS M4x0.7 2.5P
ool

KA

Work Material SUS316

TR ®3.3X12mm (G&b)
Drill Hole Size Through
RUITRE

Tapping Length 6mm (1.5D)
SIRLERE : -
Cutting Speed 7.5m/min (597min™)
BRI KBEIEIMA 5RTU— 201
Coolant Water-soluble Chlorine-free (5%)
fE Rt IEIY=vJ€>% (BT30)
Machine Vertical Machining Center

SUS316ICBVTHRVM A4 7ZRIR |
High durability also achieved in SUS316!

590 1’0\00 1,5‘00
1,3007X Holes ﬁﬁgﬁﬁing
A-SFT-SUS s
— Herise Al Be
1,3007X Holes Still Running
997X Holes gﬁfkage
RS _
Conventional 158 Holes biig ]
Breakage

AYy TDMEEEZESIEHT IV ITRILY !

.1,000ﬂnu1f§ Cutting edge after tapping 1,000 holes

A-SFT-SUS

Tap holder engineered to maximize the performance of A-Tap!

SynchroMaster.....-.-

NI &EOMINERIC KD TREBEMINH SN, MAEHIE L
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Scan for details

Tool damage is reduced and durability is improved through a load-absorbing mechanism

HUI/HQ& Number of Machined Holes

‘ 2?0 4?0 690 890 1 ’0\00

SynChrO 1,0007 Holes
Master 8887 Holes
i SR “
Holes Early wear
BER LS - ) #0565

5times
Solid Type Holder

#%El# 1 S45C EATIER : A-SFT M4X0.7 1P tJHIEE : 10m/min

Work Material Tool Cutting Speed

NINFRECEDZVEBMHERSNILUTHEREINL

Stable machining even with a one-thread chamfer, which is prone to instability

&


https://www.osg.co.jp/products/others/spec/synchromaster.html?utm_source=qrcode&utm_medium=n_142&utm_campaign=synchromaster

Z’ \04 5}'/ 9 ‘y j (Z 7_- y IJZm ) Spiral Fluted Tap (For Stainless Steel)

A-SFT-SUS

=z
£c o
(&)
R ) e ——— N
| THLGTH | o« S
“ LU K
= BRIEHORS(Lc) 2.5P —
Chamfer Length
n 2/ TRUAIRELEYIRERTT
The entire lineup of A-SFT is without external center on the screw side.
EEN AN SPEED
1 1 lImp
nUU)E?ﬁ M BfI:mm  Unit:mm
Y—Jb No. MERE | ME | 28 | ¥kt | HTORT | vevo® | B | BEME | mm
EDP No. Thread Size Grade TAP Limit LF THLGTH LU DCON NOF e ar Stock
8328500 |M 3 X0.5 X 56 STD OH2 56 4 19 4 3 2.53 Al @®
8328501 M 4 X0.7 X 63 STD OH3 63 5.6 21 5 3 3.35 Al @®
8328502 M 5X0.8 X 70 STD OH3 70 6.4 24 5.5 3 4.25 A (]
8328503 |M 6X1 X 80 STD OH3 80 8 29 6 3 5.1 Al @®
8328504 M 8 X1.25X 90 STD OH3 90 15 37 6.2 3 6.8 A (]
8328505 | M10 X 1.5 X100 STD OH3 100 18 41 7 3 8.6 Al @®
8328506 | M12 X 1.75X110 STD OH4 110 21 48 8.5 3 10.3 Al @®

B v OMAEET ALk, DRVSIEp.6ZCE T,

1LHEEM  F2RDORUEHEINDS v ITHERETY,

2. 9V IREERFHRUBEZRIETDEDTIESHOIEA.

3XRDDARESEBMTEALETE, HRUILANS TIVDRETDEENSDEY
DTTEETEL.

4. BERSESHLTHBDEE A,

5 R TVEI. [BIIS2HR$HRQUAT Y.

- 74 j yo)E ;'E (: D L\t Guide for Icons
n *Zg Tool Materials

Powder Metallurgy HSS (CPM)

Vi

ﬁﬁmfi Surface Treatment

S | O-F4VY
VI Coating

@ =1Z#7EER @=Standard stock item
IREEAMAR (C DLV CIFWEBIC T SHEER R LY,
For standard pricing, please refer to OSG's website.

M See p.6 for shank square length(2k) and width (DRVS).

1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2.Tap limit does not guarantee thread limit for the internal thread after tapping.
3. Stable feed control machines are recommended to avoid over size tapping.
4.Regrinding is not recommended.

5. The recommended tap limit corresponds to JIS class 2 internal thread standard.

19 Uﬂ% Helix Angle

5y TOHED
LN N |
i5  RUNAERTLET

Helix angle of flute for end Taps

n tﬂﬁu%ﬁ: Cutting Condition

YIRS EERBREAN—I %
RRULET

Indicates page number for cutting conditions

SPEED



https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=A-SFT-SUS&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode&utm_medium=n_142

EDBEISRIFEEER oo conaiions

Il A-SFT-SUS
BIHEIEE (m/min) Cutting Speed (I) 1|0 2|0 3|0 4|0 5|0 6|0 7|0
ﬁduﬁ\%fﬂm Steel S45C 5-50
High Carbon Steel
A&
AI:I:oy Steel scM 5-30
— R AEE A 90®
Mild Steel 55400 5-20
2TV UAH SUS304 )
Stainless Steel SUS420 m 10-15
ZILEZO A AC
Aluminum ADC 5-50
AR PRI 128
Advisable Possible

1. UIHRE . REOMNTIREZHER L ETEE FEL,

2. COYIHIRGEERE. KAEHEEZEAIT2H5DHDTY,
3. YIHLHBIDIREEIC KD +DE MR FEETCEBEVEEDHDET,
() MNTRFICTFRE TSV

1. Cutting speed should be adjusted according to the machining conditions.
2. The indicated speeds and feeds are for tapping with water-soluble oil.

3. Depending on the coolant condition, it may not show a good results.

() Please set cutting speed carefully.

"
3
\

7 m%gl‘ﬁgqﬁ Straight Shank with Flat Part

13 U-Fﬂ?éﬁ Recomennded Drill Hole Size

B :mm  Unit:mm

I IIR mHERSE [T & BRI
DCON 2k DRVS

4 6 3.2
5 7 4
55 7 45
6 7 4.5
6.2 8 5
7 8 5.5
8.5 9 6.5

=2

(@]

(@]

(m]

2k K7

)(_ I"} lln U Metric screw threads

JIS B 0209-1: 2001
JIS B 8031: 2006

B :mm Unit:mm

U drillhole dia.
SRELE | [BNIS2RE | 6HA
M 3 X 05 2.53 2.46 2.59 2.59
M 4 X 0.7 3.35 3.25 342 3.42
M5 X 08 4.25 414 433 4.33
M6 X 1 5.1 4,92 5.15 5.15
M 8 X 1.25 6.8 6.65 6.91 6.91
M10 X 1.5 8.6 8.38 8.67 8.67
M12 X 1.75 10.3 10.11 10.44 10.44

TIURIFIIS B 0209-1:2001 ZEICEH USEETT,
The pilot hole diameter is a reference value calculated based on JIS B
0209-1:2001.



shaping your dreams

& i il &  TEL (022) 390-9701 2 )| TEL (0533) 82-1145
T442-8543 EHRE)|HAHSE=TH2EM TEL(0533)82-1111 2 0 TEL (001) 9917485 = H  TEL (0566) 62.8286
Web: https://www.osg.co.jp/
T T | % 4 TEL (029)354-7017  &&E  TEL (052) 589-8320
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T140-0002  EEHERHAIIXERER)I|4-12-6 ) = = TEL(03)5715-2966 B &  TEL (078) 927-8212
e BIY =T FXvFILFT— 191 TELO03)5715-2966 ey Tg (042) 704-9953 & IR TEL (076) 268-0830
T550-0013 APRAFABRTFEXTEI2-18-2 # 5 TEL (0266) 58-0152 @ TEL (086) 241-0411
F—TIRI—tU5—EIl 8F TEL(06)6538-3880 £ E  TEL (0268) 28-7381 L B  TEL (082) 532-6808
FIUL — 3 B % M  TEL (054) 283-6651 A M TEL (092) 504-1211
T451-0051 EAIRETERHEXRAIRAES-1-17 % M TEL (053)461-1121  #8 A&  TEL (096) 386-5120
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(TEo&i#fMmESERIE - >: 1=5—vavdLriL

0120-41 5981

[55a5-957 ] 0533-82-1134 [55355-vavema hp-info@osg.co.jp

/N BECBENWNRE L DIT

« TEZEAT 263, BT 2RRNDIDT, HIFN/\— - (REIRS - REWNSEHEALTTEL,
NI RFTRSIENT FEL.

+ FID K FIFRFTHSIENTTEL,

* TEOYINBEDEL Eo e SERZEFIELTREL,

« BEE - RERBHNRELLS. BSICERZHRLELTREL.

* TEICEFZMRIFVNTTEL.

« MIFIICTEDTERRET> TR,

OSGRIEE

& Safe use of cutting tools

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

« Do not touch cutting edges with bare hands. Copyright ©2026 OSG Corporation. All rights reserved.
+ Do not touch cutting chips with bare hands. Chips will be hot after cutting. e — R = 2 . = 5 5
e - BRICOVTE. BICHR - BREFTOTBDETDOT, FEHLANYOIBHILIEE
+ Stop cutting operation immediately if you hear any abnormal cutting sounds. ZEIDHEENBDET, Tool specifications are subject to change without notice.
+ Do not modify tools. - AEBEWABTOEMEH - BRZRUFT,
« Please use appropriate tools for the operation. Check dimensions to ensure proper selection.

N-142.web(DN)

26.07
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Spiral Flute Tap for Aluminum Alloys
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A-SFT-AL
. — .
,’l 74Jj-‘yj Lineup
: M2~M12 ﬁﬁz 5P -1.5P
Py Chamfer Length
-\ ) 1‘16_’471.\
F & '
\ K*
) \
\q‘ b ri ‘

y
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No More Chip Trouble. OnlyPeak Efficiency.

The A Brand
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Are you struggling with chip entanglement when machining highly ductile aluminum alloys?

Yy ITMIDMERZET
SEIERXDERIGTID
LTFDBHFDECTT,

Chip entanglement is the leading cause of
reduced tapping efficiency.

- Nk
-JID<FHRbE
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ZILZa&MI
[CERE(L

« Sharp cuttin " =
perormance VIbL FDIEHDEDSIETEEI T RE
evacuation Issues caused by chip entanglement

« High rigidity

Optimiedor EBRST ) RET BIER
aluminum machining Primary Problems Resulting Tasks
05y IDRIT - HfiiE M iz EL

Chipping and breakage of taps ;11;?
ik \
. &J 13 lJ *ﬁ E*E rrespon(gce

Poor internal thread accuracy

Stopping the machine

M EEEDFEETYDLFIHRE

Manual chip removal by operators

M FEL

‘ Reworking

BV EFEE - -
Vi—F40% O FDTTNIE

V Coating Scratches caused by chip friction
High wear resistance

{ERMLOETEESEDOEE

Reduced work efficiency and hindered automation

1D < FEREEEZHIR !

Reduces chip removal work!

PIOLFDRHIDOEZ

gan b FRBERS L. (FEDER L

IvIIR Reduces machine downtime and improves overall productivity
Optimal shank length

R Bl AG061T

Work Material
FEHTERE:M6X1 25P  tIHERE:40m/min  RQUIITRZE : 12mm (2D)
Tool Cutting Speed Tapping Length

-207{1"]1& After tapping 20 holes

AIRE

Uninterrupted
Machining

15

Cori\%e;'rftll?:glnal A-SFT-AL

- “-‘ BENT
!
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Smooth chip evacuation for better operational efficiency

BIOKFOBHFOETZMHTIREL Vv VIR

Optimal shank length that suppresses chip entanglement

A

vs

¥ e

V3

5% v

RS 55

= 5%
&3

HER

Conventional A'SFT'AL

WERIYY =T 5 THIDLTFOREH D EZ AN

Superior chip control even on horizontal machining centers

*ﬁﬁu*j : A5052 .207{”"1& After tapping 20 holes

Work Material YIYLRE 20m/min 40m/min
Cutting Speed

(1,061min")

fERATE:M6 X1 25P (2,122min")
Tool .
AUILTRE :12mm (2D)

Tapping Length

VHZEEZZZTHYIDL

FTORFIOENDEL RE

UTeiEi i T HiaT g

Maintains low chip entanglement
across varying cutting speeds,
enabling stable, uninterrupted
machining.

fitRam

Conventional

ftbtia

Competitor

Reducing machine stoppages improves productivity and promotes labor savings

@ BESLESENMRLERLNL SAL g
Iﬁia -

T 7)== n a2 OMT Tl YD FORMDFERICED DTN ENASHDET
T A-SFT-ALIET OEBEERERL. Y10 FhS T Lle & 5 e L B EEIRT 5T T
ML BALEERLE T AR L EE T BEAMECBORNDET,

Unstable chip evacuation is a common issue when machining aluminum alloys. The A-SFT-AL minimizes chip-related stoppages,
boosting productivity and reducing labor needs. Improved efficiency also leads to lower energy use.

&




”DI ;;_ 9 Cutting Data

. A2024®”HI Machining A2024

ERTE HW5005 hNT# Cutting edge after tapping 500 holes

Tool A-SFT-AL M6X1 2.5P

HREA

Work Material A2024

TR ®5X20mm G&D)

Drill Hole Size Through

RUITRS

Tappiﬁl;) Leng?w 12mm (2D)

gﬁ?ﬁ?geed 40m/min (2,122min")

SIREIHA] KB HELDHEIRA TR T U —20%

Coolant Water-soluble Chlorine-free (5%) g
e TRV =5ty (BT30) e o
Machine = Vertical Machining Center A-SFT-AL Co%e;ﬁm?o?nal
ERMELR U TEFRDOETHIEI—THD.,

POEFREBIIEL

Compared with the conventional product, wear is more
uniform and overall wear is reduced.

WHUEECW D (?ﬂg% Cutting speed and shape of chips

EﬁIE A-SFT-AL M6X1 2.5P t)J'ﬁ]"JiEfE Cutting Speed

= 20m/min 40m/min
w;ﬁrﬂﬁaterial A2024
™ ¢5X%X20mm (G&b) Ry P e
Drill Hole Size Through =) mi‘}mmﬂ_ﬁr = £ ‘f‘:.ﬂkrwmﬁum””
Eplgi-gfe%ﬁ 12mm (2D) P S o S ST N T e
I BEYIBER 5T U—20f8 ' i
Coolant Water-soluble Chlorine-free (5%)
i |z om0 0000 g

THEREZZ X CTHUID KFRARICKELE(ED
L RE LI A A RE

Chip shape remains consistent even when cutting speeds
change, enabling stable machining.

. A7075®”HI Machining A7075

FRATE 5007 # cutting edge after tapping 500 holes

Tool A-SFT-AL M3X0.5 2.5P

R

Work Material A7075

TR $2.5X10mm G&D)

Drill Hole Size Through

RUITRE

Tapping Length 6mm (2D)

HEIERE ; .

Cutting Speed 40m/min (4,244min"")

SIRIHA] KBHELIHERE IERTU—201Z

Coolant Water-soluble Chlorine-free (5%)

EFFE vy =—rJt>r% (BT30) ' =
Machine /Vertical Machining Center A-SFT-AL coﬁzﬁﬁwl

EREL7IVI U LAEGEREM (CBVTERED
DIELKRE LI ITH AT EE

Ensures stable machining with minimal wear in
high-strength wrought aluminum alloys.



. ADC1 za)”uI Machining ADC12

fERTE

Tool A-SFT-AL M6X1 2.5P
B

Work Material ADC12

T ®5X20mm G&D)

Drill Hole Size Through
RQUITRE

Tappiﬁlg-; Leng?w 12mm (2D)

et 50m/min (2,653min")
SIHHE KBTI EIMA 5RTU— 2015
Coolant Water-soluble Chlorine-free (5%)
e MRV =5tV (BT30)
Machine Vertical Machining Center
BREETHHEUWIILEZOLEEYI AL HARTH
RFEEET

Delivers favorable wear progression even in aluminum

die-cast materials that typically experience rapid tool wear.

.5007(”"1& Cutting edge after tapping 500 holes

A-SFT-AL

B7IWEZUL8EA5052070—-F 4V IRY Yy ITRIVYTOIT

Machining A5052 using a floating tap holder

fEATE

Tool A-SFT-AL M6X1 2.5P
)

Work Material A5052

A ®5X20mm G&D)

Drill Hole Size Through
RQULITRE

Tapping Length 12mm (2D)
SIEERE ; -
Cutting Speed 10m/min (531min™")
LS J0-F4VIR
Holder Floating Holder
SRR AKBMEIHERA 3R TU— 2015
Coolant Water-soluble Chlorine-free (5%)
B Rk IR Y=—Jtv% (BT30)
Machine Vertical Machining Center

A-SFT-ALENI#ZE T, . JO0—T 1« VI
&y ITMILITHT —INERT DRFLFRUIL

FARZ AL

The A-SFT-AL produces high-quality thread profiles that
pass gauge inspection, even when using a floating tap
holder, regardless of the machine tool.

PEax

EHRULLAZIK Thread Profile

* B Reference

LIEB IS —IHER UEVILFAR (v E)

Thread profile defects (crest thinning) causing the NO-GO
gauge to fail



Al \045”19 v 7 (7”1“ :Ubﬁ'ﬁﬁﬁ) Spiral Fluted Tap (For Aluminum Alloy)
A-SFT-AL .
Iv'ii'liiilnnn=====d§=ll e e e e e = S >

= BEEIOEX(20) 2.5P, 1.5P LT“LUJ w8
Chamfer Length 1
s 254 TRUAIRELEYIRERTT L

The entire lineup of A-SFT is without external center on the screw side.

B{I:mm Unit:mm

Y—JLNo. 220) BE | B | 2R |UBoR:|EToRS vrvoE| Bf |ERTE) #@
EDP No. Thread Size TAP Limit Rc LF THLGTH LU DCON NOF drill hole dia. Stock
8328600 2.5P Bl @
M 2X04 X 45| STD OH1.5 45 3.2 10 3 2 1.63

8328601 1.5P Bl @

8328602 2.5P B @
M 3X0.5 X 56| STD OH2 56 4 19 4 2 253

8328603 1.5P B @

8328604 2.5P Bl @
M 4X0.7 X 63| STD OH3 63 5.6 21 5 2 3.35

8328605 1.5P Bl @

8328606 2.5P B @
M 5X%X08 X 70| STD OH3 70 6.4 24 55 2 4.25

8328607 1.5P B @

8328608 2.5P Bl @
M 6 X1 X 80| STD OH3 80 8 29 6 2 5.1

8328609 1.5P Bl @

8328610 2.5P B @
M 8X1.25X%X 90| STD OH3 90 15 37 6.2 2 6.8

8328611 1.5P B @

8328612 2.5P B @
M10 X 1.5 X100 | STD OH3 100 18 41 7 2 8.6

8328613 1.5P c|O

8328614 2.5P B @
M12 X 1.75 X110 | STD OH4 110 21 48 8.5 2 10.3

8328615 (SR c|O

@ =REEER O=#1Z#EEm (EEZCHEETIL.)

@ =Standard stock item O =Limited standard stock item
EEMEICDVTIFWEBICTTHEER T L), For standard pricing, please refer to OSG's website.

B v OMAEERN ALk, DRVSIEp.6ZTE TEL, M See p.6 for shank square length(2k) and width (DRVS).

1LAEEM  [F2RORUEZEIRDSY v I HEEE T, 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.

2. 9V ITREERSRQUBEZRIIT2DDTEHDFEA. 2. Tap limit does not guarantee thread limit for the internal thread after tapping.

XD DARESHEMTERALETE, HRUILRNS TIVDRET BIHZENGDET 3. Stable feed control machines are recommended to avoid over size tapping.
DTTEETEL. 4. Regrinding is not recommended.

4. BMERS#DLTEOEEA. 5.The recommended tap limit corresponds to JIS class 2 internal thread standard.

5 ERTNEIR. [BIIS2HRHRUATY,

- 74 j yo)E ;'E (: DL\Z Guide for Icons

n *ZE Tool Materials iﬁﬂiﬁ Surface Treatment el bn% Helix Angle
. mm VI-F4VY 5y TDED
Hse ®/STTOLIAAR v (EESEI5 ) M RUNRERRLET
NI Uil V (Composite multi-layered) Coating Helix angle of flute for end Taps

n tﬂﬁu%ﬁ: Cutting Condition

spEED VIHISRHBEREBENR—I%Z
=RULET

Indicates page number for cutting conditions



https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=A-SFT-AL&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode&utm_medium=n_143

EDBEISRIFEEER oo conaiions

Il A-SFT-AL (2.5P)

BIEIEE (Mm/min) Cutting Speed 9 1|0 2|0 3|0 4|0 5|0 6|0 7|0 8|0 90 1(|)O
PILEZOU A A * %k x ) _
Aluminum AC,ADC el Eoall
B A-SFT-AL (23— bFF v 7 7 1.5P short chamfer)
BIEERE (m/min) Cutting Speed 0 10 20 30 40 50 60 70
FZILEZOU A Ak k%
Aluminum AC,ADC 5-30
AR PRI 128
Advisable Possible

—_

. PIEBEE . REROI TREZH#EEUIc ETEE TS L,

2. COYIHIRGEERE. KAEHEEZEAIT2H5DHDTY,
3. YIHLHBIDIREEICKD . +DEEREDNREECEBEVEEDHDET,

1. Cutting speed should be adjusted according to the machining conditions.
2. The indicated speeds and feeds are for tapping with water-soluble oil.
3. Depending on the coolant condition, it may not show a good results.

"
3
\

7 m%gl‘ﬁgqﬁ Straight Shank with Flat Part

13 U-Fﬂ?éﬁ Recomennded Drill Hole Size

B :mm  Unit:mm

Vv IOR SRS U ERiE
DCON 2k DRVS

3 5 25
4 6 3.2
5 7 4
5.5 7 4.5
6 7 4.5
6.2 8 5
7 8 55
8.5 9 6.5

=

o

o

o

ek 2

)(_ I"} lln U Metric screw threads

JIS B 0209-1: 2001
JIS B 8031: 2006

B :mm Unit:mm

. sz | BRIVEIUR RATIE
RUOFY i%fn-%ﬁ Vi, il hole i Max. dril hole dia.
Thread Size drill hole dia.
ZHREHRE | BIS28kA 6HMA

M2 X 04 1.63 1.57 1.67 1.67
M 3 X 05 2.53 2.46 2.59 2.59
M 4 X 0.7 3.35 3.25 3.42 342
M5 X 0.8 4.25 4.14 4.33 4.33
M6 X 1 5.1 4.92 5.15 5.15
M 8 X 1.25 6.8 6.65 6.91 6.91
M10 X 1.5 8.6 8.38 8.67 8.67
M12 X 1.75 10.3 10.11 10.44 10.44

TIURIFIIS B 0209-1:2001 Z&(CEE UL S EETT,
The pilot hole diameter is a reference value calculated based on JIS B

0209-1:2001.
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& i il &  TEL (022) 390-9701 2 )| TEL (0533) 82-1145
T442-8543 EHRE)|HAHSE=TH2EM TEL(0533)82-1111 2 0 TEL (001) 9917485 = H  TEL (0566) 62.8286
Web: https://www.osg.co.jp/
T T | % 4 TEL (029)354-7017  &&E  TEL (052) 589-8320
3-22 Honnogahara, Toyokawa, Aichi, 442-8543, JAPAN m E TEL (0270) 40-5855 Iz B TEL (058) 214-3102
TEL: +81-533-82-1118 FAX: +81-533-82-1136 T#M=  TEL (028) 651-2720 = #  TEL (077) 553-2012
HEAELH % B  TEL (025)288-3888 & B TEL (06) 4308-3411
T140-0002  EEHERHAIIXERER)I|4-12-6 ) = = TEL(03)5715-2966 B &  TEL (078) 927-8212
e BIY =T FXvFILFT— 191 TELO03)5715-2966 ey Tg (042) 704-9953 & IR TEL (076) 268-0830
T550-0013 APRAFABRTFEXTEI2-18-2 # 5 TEL (0266) 58-0152 @ TEL (086) 241-0411
F—TIRI—tU5—EIl 8F TEL(06)6538-3880 £ E  TEL (0268) 28-7381 L B  TEL (082) 532-6808
FIUL — 3 B % M  TEL (054) 283-6651 A M TEL (092) 504-1211
T451-0051 EAIRETERHEXRAIRAES-1-17 % M TEL (053)461-1121  #8 A&  TEL (096) 386-5120

BIZrium B2 4R TEL(052)589—8320
(TEo&i#fMmESERIE - >: 1=5—vavdLriL

0120-41 5981

[55a5-957 ] 0533-82-1134 [55355-vavema hp-info@osg.co.jp

/N BECBENWNRE L DIT

« TEZEAT 263, BT 2RRNDIDT, HIFN/\— - (REIRS - REWNSEHEALTTEL,
NI RFTRSIENT FEL.

+ FID K FIFRFTHSIENTTEL,

* TEOYINBEDEL Eo e SERZEFIELTREL,

« BEE - RERBHNRELLS. BSICERZHRLELTREL.

* TEICEFZMRIFVNTTEL.

« MIFIICTEDTERRET> TR,

OSGRIEE

& Safe use of cutting tools

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

« Do not touch cutting edges with bare hands. Copyright ©2026 OSG Corporation. All rights reserved.
+ Do not touch cutting chips with bare hands. Chips will be hot after cutting. e — R = 2 3 e 5 5
g e e capets it F HRICOLTE, BHR  BREGSTHDETOT, FEGANIOIBULEE
+ Stop cutting operation immediately if you hear any abnormal cutting sounds. EEIRHEDHDET . Tool specifications are subject to change without notice.
+ Do not modify tools. - AEBEWABTOEMEH - BRZRUFT,

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

N-143.613.CA.CA(DN)
26.07
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High-performance &
Low-carbon Forming Tap



mTERE  (KRFRBIREY YT GRT

High-performance & Low-carbon Forming Tap

KEBFIDLE

Large web diameter

=il

High rigidity

155 R ULtk

Special thread configuration

RUBBRIME LiRIBRZ i

Achieves both thread rigidity and lubrication effect

= [OF§igr

Original New Geometry

‘o\'ed d“"ab,»//

\ 7R U LT

Special thread configuration

RORATIIEMECESLOYEHIHAZ
HIGTHCLTRAMRZFTHMAEZR L

— < “ By sqpplying more coolant near the cy'ttir!g'edge where the most heat is generated,
V j —_J ,f J 7 cooling effect is increased and durability is improved.
V Coating

= Ui EEFE 1%

High wear resistance

&

‘ ek ‘

Conventional

MERINA X
Powder Metallurgy
HSS(CPM)

BB

High wear resistance

I—-5VhDFHEN

Cutting edge Coolant flow

HAZX:M6X1 HIHEEE : 30m/minZi8E LI IABITIESR

Size:M6X 1 Cutting speed: 30m/min Computational fluid dynamics analysis result

8



RIBECEDRA 2V b

REEN TAP rezomncrsn
Please see p.6 for environmental considerations

e diamete,

il
= Rl 1%
= High rigidity

DEDRELMITEEDE L FSDODEDFVEVTHA M ZRIR,

Large web diameter improves breakage resistance. Achieves high durability without variation.

GRT | fiE R |

Conventional

P4 M6X1 P4 X M6X1
Size U Size

|
|
HEBTATHE still Running
HESEETHE still Running
]

HEFEETHE still Running

GRT

fEATE : M1.4%X0.3 1P

} 1 Tool
RRfR Large Cipeing | A - SUS304
?t*l%l i Work Material

*ﬁ;ﬁ Breakage
l

Conventional |

| | RQUITRE : 2.8mm
| 1 Tapping Length
| | | YIBEEE : 10m/min
0 500 1,000 1,500 2,000 Cutting Speed

EE brc: w n U u.l Eiﬂ;m Formation of stable internal threads

Rig Largé Chipping
;
|

N ?)\.&\\( ead Conﬁg 0,
o %

2

2
0,

JAVE1—5DBEERERZAVTEE LR RUILEERICEKD.
BANDMEVWRIFIEDHRUILZER K.

Special thread specification designed using computer simulation of plastic deformation to enable the formation of good
internal threads that will not collapse easily.

75 DZAI [mm]
Axial Displacement EFHIE :M1.4%X0.3 1P
0.27 Tool
o I : SUS304
0.14 Work Material
008 TIN: ¢1.28X4.5mm (IED)
0.02 Drill Hole Size Blind
-0.05 QUITRE : 2.8mm
-0.11 Tapping Length
017 EIHIEE : 10m/min
0.23 Cutting Speed
0.29 EDRIHA] @ KA
036 Coolant BRT7U—203
Water-soluble Chlorine-free (5%)
MIAm MIAE
Threading direction Threading direction
JVE a1—5 DB GRTTINIIENreHatil
Computer simulation of plastic deformation Internal threads machined by GRT



hUI?‘_ 9 Cutting Data

NI¥ZEOEWVWATYLVAMHZRZEMT

Stable machining in difficult-to-machine stainless steel

*+ M1X0.25

ERIR GRT M1X0.25 1P

ool

A

Work Material SUS304

AN ©0.91%3.5mm (IEb)
Drill Hole Size Blind
RUITRS

Tapping Length 2mm

tIEIERE ; .
Cutting Speed 10m/min (3,183min™)
SR AKBELIHIRE BR T U — 205
Coolant Water-soluble Chlorine-free (5%)
E RS IR Y =5t (BT30)
Machine Vertical Machining Center

HUI/T& Number of Machined Holes

9 590 1,q00 1,5‘00 2,q00

1,599}'? Holes bt}

Breakage
GRT
1,762ﬂ Holes iﬁ;ﬁ
reakage
" 1,10077 Holes rwgeif
fERm

Conventional .-y lﬂ;ﬁ
1’400’\ Holes Large Chipping

*M6X1

GRT {ERER Conventional
1,7007‘\ Holes 1,1007Q Holes

E(TI’E‘ GRTM6X%X1 2P ANIIEL Number of Machined Holes
400 600 800 1,000
HEHIAL \ \ \ i
Work Material SuUs304 " -
TR ¢5.52X20mm (&D) GRT 1,0007% Holes ilfﬁuﬁn]fi"ng
Drill Hole Size Through
RUITRS p =
Tapping Length 12mm EFRm 5005 Holes Rig o
'ﬂJﬁJ §E Conventional Large Chipping
Bl . .
Cutting Speed 7m/min (371min™")
] ABEGHIER 37U — 2018 GRT BERE Conventional
Coolant Water-soluble Chlorine-free (5%) 1’0007-.\ Holes 5007Q Holes
e At MR V=5tV % (BT30)
Machine Vertical Machining Center
N -—

o RY |
HEMRICEDHA KR E
Improved durability due to lubrication effect
E(ZHI’E‘ GRT M6X%X1 2P ANIIEL Number of Machined Holes
I 0 10,000 20,000 30,000
Work Material ADC12 ‘ : : ‘

" np
VA ®5.54X13mm (IEb) 33,6003 Hol AR RE
Drill Hole Size Blind GRT o SHERURNO
nUl"LtEL" 10mm - 23y
Tapping Length cﬁ;ﬁtﬁ | 8,0009 Holes 2[(;5?@%7 I
YRR . . onventiona Limit gauge for screw thread
Cutting Speed 56.5m/min (3,000min")
SIEHE KBEELIHIME BRI U— 1015
Coolant Water-soluble Chlorine-free (10%)
{EFARE MR V=55 (BT40)
Machine Vertical Machining Center




RUSBDENICEEZICKDHATER L

Improved durability due to excellent surface roughness of the threads

fiEekm
GRT Conventional
PBLZ 1 M6X1 YL X 1 M6X1
Size Size
[m] 0.6 [ e [m] 0.6 [------mmmmm e e
(O O
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]
E(EFI’E‘ GRTM6X1 2P INIIEN Number of Machined Holes
P ? Z,qOO 4,q00 6,q00 8,?00 10,900
Work Material 545¢C " ”
A ¢5.52x20mm (&b) GRT 10,0007 Holes ;ﬁﬁﬂﬁbg
Drill Hole Size Through
RQUITRE p
Tapping Length 12mm 1E;EI:I=EII 4,0007X Holes EEFE
prm— Conventional Wear
Cutting Speed 15m/min (796min)
BRElHA] KBELIHIME BRI U—2065
Coolant Water-soluble Chlorine-free (5%)
et 20 MHRY=UTtEU5 (BT30)
Machine Vertical Machining Center

mikFRIOLHZMMAHM(SUI3) T

Threading in high carbon chromium bearing steel (SUJ3)

0 500

7J[II/"Q¥§SI Number of Machined Holes
1,900 1,5‘00

Z,QOO

EE#E

—~
2,1007X Holes Wear

RUARRY—Y
GPOUT
Limit gauge for screw thread

1,5807{ Holes

EATR GRT M6X1 2P

ool

)

Work Material SuJ3

TR #5.54X15mm (LED) GRT
Drill Hole Size Blind

RUITRE ,
Tapping LengE 11mm 1E5EI:I=EII
ﬂjﬁuﬁg Conventional
(Gl Gt 9.4m/min (500min)

BDREmE] KBELTEIMA BRI U— 1015

Coolant Water-soluble Chlorine-free (10%)

e IR =vItv%5 (BT40)

Machine Vertical Machining Center




EIEEE’ ° 1&&%&&%9 ‘y jo High-performance & Low-carbon Forming Tap

GRT

o 2l

HE RELIE
Tool Material Surface Treatment

2c z
]
O
o |
] [ . VAL
= 1 I | [ W
I
THLGTH 2k qﬁc’
Ly 9
LF

. CPM v
hU@E%ﬁ M B{I:mm Unit:mm
Y—JL No. IE* RERT | HBE Bt 2R | AUBORE | BTORE | YvVIR | RHELEYSY | #7HE
EDP No. 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 = [ J
8328302 M1.4 X 0.3 RH4 1P 34 7 10 3 — [ J
8328305 2P = [ J
X 0. |
8328306 M2 0.4 1P 40 9 14 3 — °
8328309 2P - [ J
X 0. B |
8328310 M3 0.5 STD RH5 P 46 10.5 17 4 — B @
8328311 2P = [ J
X 0. e~
g328312 | M4 X 07 e P 52 12 20 5 — °
8328313 2P - [ J
X 0. . |
3328314 M5 0.8 1P 60 13 22 5.5 — °
8328315 2P = [ J
X = |
8328316 M6 1 RH7 P 62 14 24 6 — °

O =iZ#EESR @ =Standard stock item

ZHEMARICDWTIFWEBICTTHESE R L. For standard pricing, please refer to OSG's website.

- v VO MAEERNE 2k, DRVSIFHREN YOI [7UNT - QUIIITE| ZTETREL. -Please refer to the “Drilling & Threading Tools” general catalog for length of shank

1LAEER  F2RDEQCHESEINDSY v ITHERETY,

BENEOLOFBEFRHBELFE—TIH REF18UMEFOITHEDET,

2. 9V ITREERDRUBEZRIEITDBDTREHDEE A,
3.Bff2P:BJIP: ¥ 3—bF v T7

4. FRNDEAMZA LS B2 REBZIPEEXRLTHDET,
XOBIELY v ITEYHIY T TR T NEDEEDE T,

TRYEFEEHYOI [T QUIIIEIBELY v (Za—0—-IbyvT)

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. 8¢ 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.

ESRTEL, 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.
BRI BEER o condiion
==

o A e
BREH - {ECRIM - FFERFRE Medium Corbonsiear o | €<0.45% 15~40 ©
TSR ZR 8 High Carbon Steel 0.45%=C 15~30 @)
Bl Aloy steel d 15~30 ©)
SR Hardened Steel 25~35HRC 5~20 @)
W cast steel e 15~40 @)
AT 2 U A stainless Steel SUS304 - SUS420 5~15 o*
T B8 1ool steel SKD 5~15 (©)
& copper Cu 10~30 ©)
=i - EEFAFHEY srass - Brass Casting Bs:BsC 10~30 O
ZIV= = L\FEFEAS Aluminum Rolled Steel Al 20~50 (@)
ZIL==9 LEEEEY Aluminum Alloy Casting AC-ADC 20~40 ©
HEASZEEY Zinc Alloy Casting ZDC 10~30 ©)
F & B Titanium Alloy Ti-6Al-4V 3~10 o*

E  COUIHIRERERE KBEIERE (BRT7U—) ZERT 550

HDTY,
*1 D AKEEIERA T BB DR VKB EIEBEI Z SRR T 0.

REO EAO BestO GoodO

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.

8


https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=GRT&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode&utm_medium=n_137

[FREENTAP

A—MRYZa—bIIVRRICOFEH HGRTDEIR

Selection of GRT that leads to carbon neutrality

GREEN TAPIZ B DL Z R

Green Tap uses a new and original manufacturing method

ERELBRUREHOHEENEZHIF T DT ETCOHHHEZ35%HiR

CO2z emissions are decreased by 35% by reducing power consumption during manufacturing compared to conventional methods

1) GRT M6X1

SHERCOBFHEDHIR
Example: Reduction ratio of CO2 emissions
during manufacturing of GRT M6 X 1

GRT

co =1
2R sRCHLT

35% Hllil

35% reduction versus conventional product

TEOREMILIEERORZRELVIERIMIZOEEICTRET TEAER
HEBBHEZHIRULED, m
THIC. TEOEEYHIBICEDEHLDFT, TEEEN

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

See pages 3 to 4 for tool
performance

GRT CFPHIEICAIT [w]
- . SIRZ)))
BECRELTESNERERRRTy, | o)) E

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

F—TITRIV—RFRIBICEVVLWERDEIZHELTLE T,

0OSG’s Environmental Initiatives

BifE-B1—T«2J BEUYAII

Tool Reconditioning Carbide Recycling

EATEEL B IEIEZHSE BMECEBLBoIcBETRE

BIRATaCLF. EBREE BEN=RXZ)T [BEUYCI)V] §HTENTRETI,
MIRRIBEORETHNOEHIC BEUYAI)IE FLEBOL7 AN ESELED
DENDET, BEMHOEREBZESTIENTE. REREICRISET,
Tool reconditioning contributes to resource Carbide tools that can no longer be reground can be recycled through Nihon Hard Metal's
conservation by bringing worn cutting tools back to life, carbide recycling program. Cemented carbide materials contain a large amount of rare metals.
which is environmentally friendly and sustainable. Carbide recycling reduces material consumption and contributes to environmental preservation..

&


https://osg.icata.net/iportal/CatalogViewInterfaceStartUpAction.do?method=startUp&mode=PAGE&volumeID=OSGDCS01&catalogId=3655550000&pageGroupId=1&designID=OSGD01&catalogCategoryId=

A-LRAS—-FD =4
T442-8543 EHRE)IIMAEHTR=TB22%&ith
7 (0533)82-1111 FAX (0533)82-1131

REAXERED
T140-0002 sRR#m/IIXERmR/14-12-6

RN —TA RF+F)LFT— 198 T(03)5715-2966 FAX(03)5460-2966
FEAAESER

T550-0013 KBRAFARRAFEXHTET2-18-2
F—IAI—t5—E)L 8F
TIVT— 3 VEHER

(06)6538-3880 FAX(06)6538-3879

T451-0051 EHIRREEHRXAEHHEIS-1-17

BIZriumB& 5 E 4B 2(052)589-8320 FAX(052)561-8310
il & 2(022)390-9701 ;M 55 B(0266)58-0152 R # B(077)553-2012
S 1L (024)991-7485 & H 7(0268)28-7381 KX BR 2(06)4308-3411
W B(029)354-7017 g% [@ 2(054)283-6651 Bl & 2(078)927-8212
@ F 2(0270)40-5855 & #\ T(053)461-1121 & R T(076)268-0830
FEE (028)651-2720 2 | ®(0533)82-1145 M LU 2&(086)241-0411
# 8 .(025)288-3888 = O] T(0566)62-8286 /i & T(082)532-6808
B R B(03)5715-2966  RHE ©(052)589-8320  J1 M &(092)504-1211
)| B(042)704-9953 I B ©(058)259-6055 BB A T(096)386-5120

N I8 @& — &

0120-41-5981

THEHHRHE. ZHAEZRL

-v3vFAx]0533-82-1134 hp-info@osg.co.jp
(GOl [ https:/www.osg.co.jp/

(TR O THEBRIS )
dSaZF5—vavifAvib

0OSG Corporation

3-22 Honnogahara, Toyokawa, Aichi, 442-8543, JAPAN
TEL. +81-533-82-1118 FAX.+81-533-82-1136

/N ZRCBEOVRLIDIC

O EZFEAI DN BUETIERNHDHDT. O LEDLINHKNELEoeOEAZRIEL TS,

BN —RERFREHFEEALCTIL. OERFEZTEBRINFLELCS. BEICHERZHRIELTTEL,
OLINAFFHEF THRSIENT TS, OTEICEFFZEMAIENT FEL.
\.WD<@*\3§%’C@§15UL\’GT3MU ONTRIICTRDTARRZTOCT TS, /

/N 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. @Please use correct tools for the operation.
Chips will be hot after cutting. Check dimensions to ensure proper selection.
\.Stop cutting when the tool becomes dull. /

@CDOVTE BICHAR  URZETOTHBODFIRIDT, FEFE<EHYOT
BEAREEEITDHENDDET,

@ Tool specifications are subject to change without notice.

OSGRIERE

@Stop cutting operation immediately if you hear any
strange cutting sounds.
@Do not modify tools.

KAEEBHNADEMERE, - EBRZZEUF I, Copyright ©2024 OSG Corporation. All rights reserved.

N-137.web (DN)
26.07
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