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A-XPF

Highly Efficient Multi-purpose Forming Tap
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M1X0.25~M6X1
Ya—bFvrT7 (1P) 14745
Short chamfer (1P): 14 items
M8X1.25~M16X2
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19items
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33 new items added
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Do you have any problems with tapping?
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= Most tapping troubles are caused by unstable chip evacuation. The A-XPF forms threads by plastic deformation of the work material and does not generate
i cutting chips. It is a revolutionary product that excels in a wide range of work materials and cutting conditions.
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Source: OSG Technical Consultation Division
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Improves productivity with zero cutting chips

E;;;%:giﬁ 1 5 Z I\tﬁﬁ IE EE’JU I Stable machining with reduced thrust
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[PAT.inJapan]  EMTE | pxpFM3x0.5 2P A-XPF
Specifal chamfer premr [N] [N]
fication WM | ermaamammmen  ae
Achieves low thrust Work Material | SCMA440 (30HRC) 40 40
A ©2.8X9mm(ED)
R UEREIME Drill Hole Size Blind O
. = 2 2
BHiRRUIL  suatk 6mm S 5
; m/min g g
;:;?c-li-;all:‘hjr:::jan] Cutting Speed (1,591min™) £ £
configuration KB ML HRE

Improves thread rigidity t]J‘ﬁlJ;’Eﬁlj BEHTU— 20z

Coolant Water-soluble i
Chlorine-free (5%) e -
0.5 1 1.5 2 0.5 1 1.5 2
ufRY=2Iery LEO) B (S)
Bl TEE A NG e e
VI:I—j_u(‘/QTM ertical Machining Center

[PAT.P.in Japan]
VI coating dedicated

:g&igh-performance 7]" Iﬁg$ ° W‘ja’l‘i a) rnj J: Improved machining efficiency and durability
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Improved cutting edge rigidity by a special thread shape
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WHRNAR — EEETHERCN. BBMICENRET Wearresstant Layer
Powder Metallurgy EEEINIICK R UhEE
HSS(CPM Coating with high-hardness, oxidation resistance, and excellent Toughness layer
High wear resistance lubricity that is suitable for high-load machining
[S2v)
Base Metal
wRe wREE | BaGPa) | Bacey | (BN | EEC | BERE | BEEE | e
Coating Color Coating Structure Hardness . S,-:s:,t;?;e é?rgifg‘?; R sﬁgﬁ;g . R e;é?aa; - R\n/evs?s‘?a”r:g A Toughness
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Energy conservation by reducing machine downtime
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Reduction of tool change time caused by cutting chip troubles and machine downtime required for removing accumulated cutting chips.
By enabling stable and uninterrupted machining, power consumption can be reduced

Ui EA Cutting taps

A-XPF
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Pre-hole Drilling Threading Pre-hole Drilling Threading g sl Chips from pre-hole drilling drilling
RISy T A-XPF

Cutting taps
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More chips because thread forming requires a larger pre-hole than thread
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Forming taps do not generate cutting chips during threading, which reduces the overall amount of auiiiing
chip accumulation.
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. ’J‘éa)”u I Small diameter threading
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ASAMERTMEMIOEBN A ZERIR
Achieves excellent durability in small-diameter machining by reducing thrust
b A-XPF M1x0.25 2P AT rapping Holes
2,500 5,000 7,500 10,000
Al \ \ \ \
Work Material SUS420J2(192HBW)
VAN ¢0.91X3.5mm(lED) BT AE
Drill Hole Size Blind A-XPF 10,0007 Holes Still Running
RQULITRE
Tapping Length 2mm
SRR ; i . =
Cutting Speed 10m/min(3,183min"") fiekm 7,5617X Holes i
N N Conventional Breakage
HDRELmA KBHELIHIME \BRTU—201%
Coolant Water-soluble Chlorine-free (5%)
BRI IRYY =5ty (BT30) — — , .
Machine ,Vertical Machining Center RITUVYARRRAT VLU DINMER bDDI'CE}EﬂU)W‘Ti'E
Outstanding durability even when machining small-diameter threads in martensitic stainless steel
J—— "\ .
. I% EE*Z@ w ﬁu EE 30m/m | I1 hu IE;E Achieves cutting speed of 30m/min in high-hardness material
— ~ » - = — o
VIO-F+ VI ™MDOHEFHNRT. SEEHMZSTEIML
High-speed machining of high-hardness material with the synergistic effect of VI Coating™
Eflﬁl’% A-XPF M6X1 2P NI EY Tapping Holes
3,000 6,000 9,000 12,000 15,000
A \ \ \ \ \
R SCM440(30HRC) .
ey
TR #5.52X19mm(LED) LEBUI Sl Wear
Drill Hole Size Blind A-XPF
- 13,0007 Hol i
RUITRS 12mm / J\ Holes Wear
Tapping Length
{Ips . . .
gﬁijrfied 30m/min(1,591min"") * o 2197 otes FEFE
. . {ERR
YR AKCRMELIEIEE R 7 U — 2008 Conventional . et
Coolant Water-soluble Chlorine-free (5%) 1007 Holes Wenr
et WYy =I5 (BT40)
Machine Horizontal Machining Center

SCM440 (30HRC) Z =R - ZEI T HOIEE

Achieves high-speed and stable machining in SCM440(30 HRC)
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For testing purposes, the conventional product was also used under high-speed
cutting condition.
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Suitable for small precision parts that are becoming thinner and lighter with little room for pre-hole

Va—pbFvI77 (BIAZEDRE1P)

Short chamfer (length of chamfer: 1P)

. EEE*Z@”“ I Machining of high-hardness material

BHIR A-XPF M6X1 1P

ool
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Work Material SCM440(30HRC)

VAN ¢5.52X15mm(1ED)
Drill Hole Size Blind
RUITRSE

Tapping Lengﬁ\ 12mm (2D)
taElERE . .
Cutting Speed 10m/min(530min")
S KBELIHIMA IERTU— 205
Coolant Water-soluble Chlorine-free (5%)
et WYy =I5 (BT40)
Machine Horizontal Machining Center

A-XPF

ek m

Conventional

HﬂIﬂ%ﬁl Tapping Holes
2,900 3,900 4,900

1 ,900

5,900

EE#E

Wear

4,0007X Holes

Ri8

—
4,859\ Holes Large Chipping

854X Holes iﬁ;—é

reakage

——
1,0007X Holes RiE
Large Chipping

. ’J‘Em”u I Small diameter threading

EcTIE A-XPF M1X0.25 1P NI 7EY Tapping Holes
500 1,000 1,500 2,000 2,500
HHIA \ \ \ \ I
Work Material SUS420J2(192HBW) -
i1 AL, ] Eb
7( ®0.91 ><3.5mm(.ll:D) ST StiII};unning
Drill Hole Size Blind A-XPF e
- 2,1605X Hol #ikiEurTHE
RUIITRTE 2mm (2D) ! oles Still Running
Tapping Length
I3 . . =
gﬁ#\%ieed 10m/min(3,183min"") e 1,1607% Holes i)y?:aﬁkage
: : e fERm
EIEHE KAMELIHEE BRI U —2015 Conventional . |
Coolant Water-soluble Chlorine-free (5%) 1,448 Holes Breakage
{E Pt MY =—vJtr% (BT30)
Machine Vertical Machining Center
. =]
. ## y* 13 U u.l 1i E E‘ * E lJ ’t m a'li Stable durability with special thread specification
{%TI’E‘ A-XPF M3X0.5 1P HIIIEH Tapping Holes
500 1,000 1,500 2,000
e SUS304 | | ‘ |
Work Material 1,8007% Holes HRESETRE
TIv $2.8X9mm(LEb) A-XPF still Running
Drill Hole Size Blind 1,80057 Holes T oI BE
RUITRE 6mm (2D) Still Running
Tapping Length xiE
- N 80077 Holes AR
VHLRE 10m/min(1,061min"") fERm orge Chipping
Cutting Speed ! Conventional 2027 Holes xig
s, . wi sy Chippi
UL ACEMETBIEA BT U — 2048 berge chipping
Coolant Water-soluble Chlorine-free (5%) - Rig
R Y=Vt (BT30) it MASAMIS] Lrge chipoing
Machine Vertical Machining Center Competitor 2007 Holes Ri8
Large Chipping

A-XPF
1,8007? Holes

fthitmm Competitor
4007 Holes

3R Conventional
8007 Holes

———
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Stable machining with special chamfer specification and VI Coating™

KEQU

Large thread
— N

. 171 b'&;ﬁ Thrust reduction
ERIR A-XPFM16X1.5 2P IN] — A-XPF ERm

&l 2500 b e e e AN Conventional
WHI '
Work Material SCM440(30HRC) 2000 bee oo e
-F_'/"Q ) $15.3X30mm(iED) 2

Drill Hole Size Through ;7( 1,500 p-eeeepfoem e
RUITRE b
Tapping Length 30mm é 1,000 b eflem oo e
HIRIERE ; in- -
Cutting Speed 15m/min(298min") s00bollooo
BIHHF KBHLIHEME 1ERTU— 2015
Coolant Water-soluble Chlorine-free (5%) 0 | | | |
A WYY =55 (BT50) > 10 15 20 2
Machine Horizontal Machining Center B (S) Time

. EEE*Z@&E bkma'ﬁ Stable durability in high-hardness material

ERIR A-XPF M16X 1.5 2P

ool

)

Work Material SCM440(30HRC)

TR ©15.3x30mm(i&D)

Drill Hole Size Through A-XPF

RUITRE

Tapping Length 30mm

IHLER . .

Cutting Szpeed 15m/min(298min-') -
an

tﬂﬁ']iﬂiﬁ'] 7J<7"§‘|.*..t7] ﬁ'] 5E§“ ﬁij U— 20{% Conventional

Coolant Water-soluble Chlorine-free (5%)

et WYy =I5 (BT50)

Machine Horizontal Machining Center

DﬂIﬂiﬂl Tapping Holes
1,900 2,?00 3,900 4.q00 5,q00
4,4807R Holes BEFE
Wear
4,4807X Holes B
Wear

2,5607X Holes R
Wear
2,5607% Holes R
Wear

A-XPF
4,4807\ Holes

€K Conventional
2,560 Holes

TﬂhﬂIH%@ﬂﬂIﬁEf ISE;[H ﬁu LIEE’J“I Stable machining by suppressing work hardening during pre-hole drilling
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Itis crucial to suppress work hardening in work materials such as stainless steel

ADO-SU
OYUAEROTFERR

Sharp Cutting Edge
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MEGA COOLER[EZH — IR I —#RBHDEREITCI
MEGA COOLER is a registered trademark of OSG Corporation.
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Carbide Drill Series for Stainless Steel and Titanium Alloy

Reduces cutting resistance and suppresses work hardening

@#MEBEA A IUIR—ILAZIA “MEGA COOLER”

New oil hole shape "MEGA COOLER" increases coolant flow

WA OfHEDEE Work Hardness Near Hole Entry

PBAZX 910  #HIH : SUS304
W Size Work Material
71 350 -
| J\ o= ADO-SUS = fALE
2z ‘ompetitor
ﬁg 300
(HV) \

250

® |

200

Vickers Hardness

150 H ‘

1
0 0.2 0.4
JRDEEEDH S DFER (mm)

Distance from the wall surface of the hole
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A-XPF
4c z
3
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THLGTH £k )
Ly 2
LF
Type 2
fc 3
o
;
— == &
PM !
C Vi THLGTH 2k y
53
. LF
nbmﬁﬁ M BfI:mm Unit:mm
Y—JUNo. 236y BEXRT BE | BY | 2R |(RUHNORE | BTORE | VvYoR| MR (RHLEVY | BE | EE@HR
EDP No. Thread Size Grade TAP Limit 2c LF THLGTH LU DCON Type External Center Stock (Yen)
8327814 STD RH4 2P (] 5,440
M 1 X0.25 30 55 - 3 1 - B
8327870 STD RH4 1P (] 6,140
8327816 STD RH4 2P { 5,090
M 1.2 X 0.25 32 55 = 3 1 = B
8327871 STD RH4 1P ([ 5,750
8327818 STD RH4 2P ([ 4,820
M 14X03 34 7 - 3 1 - B
8327872 STD RH4 1P (] 5,440
8327820 STD RH4 2P (] 4,780
M 1.6 X 0.35 36 8 = 3 1 = B
8327873 STD RH4 1P (] 5,390
8327822 STD RH4 2P (] 5,480
M 1.6 X 0.2 36 8 - 3 1 - B
8327874 STD RH4 1P ([ ] 6,180
8327824 STD RH4 2P ([ J 4,610
M 1.7 X 0.35 36 8 = 3 1 = B
8327875 STD RH4 1P (] 6,180
8327828 STD RH4 2P (] 4,240
M 2 X04 40 8 - 3 1 - B
8327876 STD RH4 1P (] 5,210
8327832 STD RH4 2P (] 4,200
M 23X 04 42 9.5 = 3 1 = B
8327877 STD RH4 1P (] 4,800
8327834 STD RH4 2P ([ J 4,010
M 2.5 X 0.45 44 9.5 - 3 1 - B
8327878 STD RH4 1P ([ J 4,730
8327836 STD RH4 2P (] 4,010
M 2.6 X 0.45 44 9.5 = 3 1 = B
8327879 STD RH4 1P (] 4,530
8327837 STD RH5 4P Yes (] 3,790
8327838 | M 3 X 0.5 STD RH5 2P 46 9 18 4 1 B ! 3,790
8327880 STD RH5 1P [ J 4,530
8327841 STD RH6 4P Yes ([ J 3,840
8327842 | M 4 X 0.7 STD RH6 2P 52 10 20 5 1 B l@® 3,840
8327881 STD RH6 1P (] 4,280
8327845 STD RH6 4P Yes (] 4,100
8327846 | M 5 X 0.8 STD RH6 2P 60 11 22 5.5 1 B|l@® 4,100
8327882 STD RH6 1P (] 4,340
8327849 STD RH7 4P Yes ([ J 4,340
8327850 | M 6 X1 STD RH7 2P 62 10 24 6 1 B @ 4,340
8327883 STD RH7 1P (] 4,340
8327851 STD RH7 4P (] 5,810
M 8 X 1.25 70 12 - 6.2 2 - B
8327852 STD RH7 2P (] 5,810
8327853 STD RH7 4P (] 6,570
M 8 X1 70 12 = 6.2 2 = B
8327854 STD RH7 2P (] 6,570

O =1Z#FEmR @=Standard stock item
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B{:mm Unitmm

Y—JUNo. 2360 BERL| BE Bt 2R |RUBDORE BTORE | YyvrIR| B |RHLtVY | E£E | SEHE
EDP No. Thread Size Grade TAP Limit 2c LF THLGTH LU DCON Type External Center Stock (Yen)
8327855 STD RH7 4P [ J 7,020
M10 X 1.5 75 15 - 7 2 - B
8327856 STD RH7 2P o 7,020
8327857 STD RH7 4P o 7,020
M10 X 1.25 75 15 = 7 2 = B
8327858 STD RH7 2P ® 7,020
8327859 | M10 X 1 STD RH7 2P 75 15 - 7 2 - B @ 7,870
8327860 STD RH8 4P ® 10800
M12 X 1.75 82 17 = 8.5 2 = B
8327861 STD RH8 2P ® 10800
8327862 | M12 X 1.5 STD RH7 2P 82 17 - 8.5 2 — B |@| 10,800
8327863 STD RH7 4P ®| 10800
M12 X 1.25 82 17 = 8.5 2 = B
8327864 STD RH7 2P ® 10800
8327865 | M12 X 1 STD RH7 2P 82 17 - 8.5 2 - B |@| 13,700
8327866 | M14 X 2 STD RH10 2P 88 20 = 10.5 2 = B @| 16,900
8327867 | M14 X 1.5 STD RH9 2P 88 20 - 10.5 2 — B @| 16,900
8327868 | M16 X 2 STD RH10 2P 95 20 = 12.5 2 = B |@| 20,900
8327869 | M16 X 1.5 STD RH9 2P 95 20 - 12.5 2 - B |@| 20,900
O =1F#7EER @=Standard stock item
3% =NEW SIZES
CBHULEVIRE - VvV IMAE ALK DRVSIFHREAFOS [TUIT- RUMIIE] Z -Please refer to the “Drilling & Threading Tools” general catalog for length of external
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1LREM  (F2RHRUAALEINDY v THREETY,
BHEOLOHFFZEIFRH BELEA—CTITH, REF1BUMELSTBDET,

2. 5 VITREERRHRUBEZRIETDODTIEHDE A,

3. M2.6URIF BN BDE R A

4. Bf4P: PGEDINA) . 2P :BUEDTE) 1P ¥ 3—hF vV T 7

5. FINDEAMZOLEBRHEYIYEEAT2ILZIPEZERLTCHDET,
(Va—hrFrrI7138R<)

X BELYvIEEIS v T TR TFINEDEEDE T,
BIELY Y IO TRATARRENYOI [TUNIT- RUMITE| Z8R T,

B ENEISRIEFRER oo condivion

center and shank square dimension £k 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.Thread Size = M2.6 : without oil groove.

4. Bc: 4P : P (for through holes), 2P : B (for blind holes), 1P: short chamfer

5. 1P of center surface and incomplete thread is remained to improve tap insertion of
the drill holes.(Excluding short chamfer)

3 The drill hole diameter for fluteless taps differs from fluted taps.
Please refer to the “Drilling & Threading Tools” general catalog for drill hole sizes of
fluteless taps.

Il
I e
Work Material
Ya—rFrYT7
Short Chamfer

ERE - (PR - SRk C0.4%LUTF - - _

Mild Steel - Low Carbon Steel - Medium Carbon Steel =C0.4% 10 50 5 25 5 25 ©)
eS| €0.45%LA £ - N _

H'E’igh Carbon Steel =C0.45% 10~40 5 20 5 20 O
[=E ~ ~ ~

AI:Illoy Steel SCM 10 35 5 15 5 15 @
E"i’lgm 25~35HRC 5~30 5~15 5~15 ©)

ardened Steel

i3 ~ ~ ~

Cast Steel sc 10 40 5 15 5 15 O
AT VU SUS304 - N _

Stainless Steel SUS420 5 15 5 10 5 10 o
‘(il.l?pper Cu 10~30 5~20 5~15 (@)
&iE - HIEHEY . ~ ~ ~

Brass - Brass Casting Bs-BsC 10 30 5 20 5 15 ©
7= =9 LEER ~ ~ ~

Aluminum Rolled Steel Al 20~50 10~ 30 10~ 25 @)
7IWEZD LEEHY . ~ ~ ~

Aluminum Alloy Caing AC-ADC 20~ 50 10~ 30 10~ 25 O
HINSEHY ~ ~ ~

Zincﬂlﬁy Casting ZDC 10~30 5~15 5~15 @)

F  COYIRIREEERE. KB MIEIHE (BRT7U—) ZERATBEDHDTY .
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Note : The indicated speeds and feeds are for tapping with chlorine-free water soluble coolant.

#*1 1 AT VU ZAMFARKBMETIEIHE R 2 (EEBEDR VKB MEVIRIHE ZSEATE L. %1 : We recommend using non-water-soluble coolant or highly lubricated water-

soluble coolant for stainless steels.
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shaping your dreams
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E-mail : cs-info@osg.co.jp  Web: https://www.0sg.co.jp/
International Headquarters % W TEL (029) 354-7017 ZmE  TEL (052) 589-8320
3-22 Honnogahara, Toyokawa, Aichi, 442-8543, JAPAN m E TEL (0270) 40-5855 Iz B TEL (058) 259-6055
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R BIY=9A FXvFILIT— 198 TELO03)5715-2966  )\x2  Tg (042) 6455406 & IR TEL (076) 268-0830
T550-0013 ABRRFABRATEXITA]2-4-2 4055 E K TEL (046) 230-5030 @ TEL (086) 241-0411
TEL(06)6538-3880 W ¥  TEL (0266) 58-0152 I &  TEL (082) 532-6808
FIUT—Y 3 E B TEL (0268) 28-7381 m E  TEL (087) 868-4003
T451-0051 BEHSAEENARAEKHE-1-17
) TEL (054) 283-6651 P TEL (092) 504-1211
BIZrium B 4R TEL(052)589—8320 % i (054) o0 (092)
B # TEL (053) 461-1121 A TEL (093) 922-8190
=]
(TR T R >:' 1=7=Y3Y54TN 2 || TEL (0533) 82-1145 g2 &  TEL (096) 386-5120
tH#%A.
StABZERRL

[55a5-957 ] 0533-82-1134 [55355-vavema hp-info@osg.cojp
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« TEZSEAT 263, BT 2RRNDIDT, HIFN/\— - (REIRS - REWNSEEALTTEL,
 UINFTBRFTRSIENT FEL.

+ 51D K FIFFRFTHSIENTTEL,

* TEOYINKEDEL Eo e SERZEHRIELTREL,

« BEE - RERBHNRELLS, BSICERZHRLELTREL.

* TEICEFZMRIFNTFEL.

« MIFIICTEDTERRET> T RS,

OSGRIEE

& 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.

Copyright ©2022 OSG Corporation. All rights reserved.

« WBICDOVTIR, EBICHR - MREIT>THDFIDT, FELLLEFAYOT BRI TIFE
EEIRHEDHDET . Tool specifications are subject to change without notice.
« AEBHAB DTS - ERZFEUF T,

N-135.web(DN)
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