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Carbide A-Tap Series
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Ultra-Fine Grain Carbide
High wear resistance and toughness
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High rigidity prevents tool breakage!
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5Eﬂfqiﬂﬁﬁzl \04 5}" 9 ‘y 70 Carbide Spiral Fluted Tap with Internal Coolant Supply
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B :mm  Unit:mm

Y—JLNo. :26) Bt | BERR| BE | 28 ¥R | ETORS vrvog| B ERTR #m | imeis
EDP No. Thread Size 2c Grade | TAP Limit L 2 en Ds Flutes | “Gilholeds. |  Stock (Yen)

8330810 M 6 X 1 1.5P STD OH3 62 19 30 6 3 5 B 16,600
8330820 M 8 X 1.25 1.5P STD OH4 70 22 - 6.2 3 6.8 B 19,300
8330830 | M 10 X 1.5 1.5P STD OH4 75 24 - 7 3 85 B 25,600
8330831 | M 10 X 1.25 1.5P STD OH4 75 24 - 7 3 8.8 B 25,600
8330840 | M 12 X 1.75 1.5P STD OH4 82 29 - 8.5 3 10.3 B 33,200
8330842 | M 12 X 1.25 1.5P STD OH4 82 29 - 85 3 10.8 B 33,200

B=1F#7EEMR B=Standard stock item
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3. R TIVEIF. [HJIS2HEHRUATT. (HJISOMEICIELDHUIFERL)
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tﬂ'ﬁ“%ﬁﬁiﬁiﬁ Cutting Conditions

L) k. 9051k, 7IL= (AC, ADC)
Work Material Cast Iron, Ductile Cast Iron, Aluminum
#amA I SVEREGH PIBB#EM

Type of Lubricant Supply External Internal
et 5~15m/min | 10 ~100m/min
SRELmA KB EIHIRA]

Coolant Water-Soluble

et NYZVItry (XD #iEftE)
Machine Synchronized Machining Center

- See p.2 for explanation of marks.
- Refer to OSG's "Drilling and Threading Tools" general catalog for lengths of
the £k and K of the square shank.

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. The recommended tap limit corresponds to JIS class 2 internal thread standard.
The recommended drill hole size that are not listed on JIS is as reference.
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A-CSF with end mill style shank uses the same shank shape as OSG's HS (high speed) synchro tap series.

B{i:mm Unit:mm

Y—JUNo. 224) B | BERE| HBE | 2F |k | EToRs | vrvsg| BH (ERTRE| mm | e
EDP No. Thread Size £c Grade | TAP Limit L ) 2n Ds Flutes | "Gilholedia |  Stock (Yen)
8330860 | M 6 X1 - 6| 1.5P STD OH3 80 19 30 6 3 5 B 26,800
8330870 | M 8 X1.25- 8| 1.5P STD OH4 90 22 37 8 3 6.8 B 30,800
8330880 | M10 X1.5 — 8| 1.5P STD OH4 100 24 - 8 3 85 B 38,000
8330881 | M10 X 1.25- 8| 1.5P STD OH4 100 24 - 8 3 8.8 B 38,000
8330890 | M12 X 1.75-10| 1.5P STD OH4 110 29 - 10 3 10.3 B 47,000
8330892 | M12 X1.25-10 | 1.5P STD OH4 100 29 - 10 3 10.8 B 47,000
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2. Yy TREFDRUBEZRIEITDEDTRESOEE A,

3. R TNRIF. [BJIS2HRDRUATT, (HJIISOMEICIELHRAUIEERL)

JISIRIBICIEVDRUDTNREIE. BEETT,

Wﬁ"]%ﬁgiﬁﬁ Cutting Conditions

) Bk, Y05 1%, 7IL= (AC, ADC)
Work Material Cast Iron, Ductile Cast Iron, Aluminum
faimA SVERkGH PIBBEE3M

Type of Lubricant Supply External Internal
YR - . _ .
(Gt o 5 ~15m/min 10 ~100m/min
SIRIHA] KB ETIHHE]

Coolant Water-Soluble

et NIV s (BHEED EEAE)
Machine Synchronized Machining Center

-See p.2 for explanation of marks.
- Refer to OSG's "Drilling and Threading Tools" general catalog for lengths of
the £k and K of the square shank.

B=1Z#7EMR B=Standard stock item

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.The recommended tap limit corresponds to JIS class 2 internal thread standard.
The recommended drill hole size that are not listed on JIS is as reference.




5Eﬂ1qiﬂﬁﬁ’ \y F 9 ‘y 7° Carbide Straight Fluted Tap with Internal Coolant Supply

A-CHT
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B :mm  Unit:mm

Y—JLNo. 220) Bt | BERR| BE | 28 ¥R | ETORS vrvog| B ERTR #m | imeis
EDP No. Thread Size £c Grade | TAP Limit L 2 en Ds Flutes | Rechmmended | gk (Yen)
8330710 M 6 X 1 1.5P STD OH3 62 19 30 6 3 5 B 13,600
8330720 M 8 X 1.25 1.5P STD OH4 70 22 - 6.2 4 6.8 B 15,800
8330730 M 10 X 1.5 1.5P STD OH4 75 24 - 7 4 8.5 B 21,100
8330731 | M 10 X 1.25 1.5P STD OH4 75 24 - 7 4 8.8 B 21,100
8330740 M 12 X 1.75 1.5P STD OH4 82 29 - 8.5 4 10.3 B 27,200
8330742 | M 12 X 1.25 1.5P STD OH4 82 29 - 8.5 4 10.8 B 27,200
B=1Z#7£ER B=Standard stock item
- N—UDFHAEp.2ZTETEL, -See p.2 for explanation of marks.
-V vV OMAERNTE ek, KIFHEHHOJ [TUILT - RUMITE] = - Refer to OSG's "Drilling and Threading Tools" general catalog for lengths of
CETREL. the 2k and K of the square shank.

1.HBER  ([F2RHRUEHEROSY Y THREEE T, 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.

2. v TRERDRUIEEZRIETDEDTIIHOIE A, 2. Tap limit does not guarantee thread limit for the internal thread after tapping.

3. #ETURIF, [HIIS2HRORUATT, (HJIISOMEICEVHRUIFERL) 3.The recommended tap limit corresponds to JIS class 2 internal thread standard.

JISHIBICTEVHRUDTREIE. BEETT, The recommended drill hole size that are not listed on JIS is as reference.

tﬂ'ﬁ“%ﬁgiﬁiﬁ Cutting Conditions

L) k. 9051k, 7IL= (AC, ADC)

Work Material Cast Iron, Ductile Cast Iron, Aluminum

#amA I SVEREGH PIBB#EM

Type of Lubricant Supply External Internal

R N . N .

Cutting Speed 5 ~15m/min 10 ~100m/min

SRELmA KB HIRE

Coolant Water-Soluble

et NYZvIter s (BEEED #IETE)

Machine Synchronized Machining Center




5E7H\1q=&ﬂﬁ§l \y F g ‘y jo (I y F E J I/:J -\7 ya ) Carbide Straight Fluted Tap with Internal Coolant Supply (End Mill Shank)
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A-CHT with end mill style shank uses the same shank shape as OSG's HS (high speed) synchro tap series.

B{i:mm Unit:mm

Y—JUNo. 224) B | BERE| HBE | 2F |k | EToRs | vrvsg| BH (ERTRE| mm | e
EDP No. Thread Size £c Grade | TAP Limit L ) 2n Ds Flutes | "Gilholedia |  Stock (Yen)
8330760 | M 6 X1 - 6| 1.5P STD OH3 80 19 30 6 3 5 B 21,900
8330770 | M 8 X1.25- 8| 1.5P STD OH4 90 22 37 8 4 6.8 B 25,200
8330780 | M10 X1.5 - 8| 1.5P STD OH4 100 24 - 8 4 85 B 31,300
8330781 | M10 X1.25- 8| 1.5P STD OH4 100 24 - 8 4 8.8 B 31,300
8330790 | M12 X 1.75-10 | 1.5P STD OH4 110 29 - 10 4 10.3 B 38,500
8330792 | M12 X1.25-10 | 1.5P STD OH4 100 29 - 10 4 10.8 B 38,500
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CETEL,
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2. Yy TREFDRUBEZRIEITDEDTRESOEE A,

3. R TNRIF. [BJIS2HRDRUATT, (HJIISOMEICIELHRAUIEERL)

JISIRIBICIEVDRUDTNREIE. BEETT,

Wﬁ"]%ﬁgiﬁﬁ Cutting Conditions

) Bk, Y05 1%, 7IL= (AC, ADC)
Work Material Cast Iron, Ductile Cast Iron, Aluminum
faimA SVERkGH PIBBEE3M

Type of Lubricant Supply External Internal
YR - . _ .
(Gt o 5 ~15m/min 10 ~100m/min
SIRIHA] KB ETIHHE]

Coolant Water-Soluble

et NIV s (BHEED EEAE)
Machine Synchronized Machining Center

-See p.2 for explanation of marks.
- Refer to OSG's "Drilling and Threading Tools" general catalog for lengths of
the £k and K of the square shank.

B=1Z#7EMR B=Standard stock item

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.The recommended tap limit corresponds to JIS class 2 internal thread standard.
The recommended drill hole size that are not listed on JIS is as reference.
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& 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.
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