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A-POT took maximum advantage of machining center and achieved high performance.

EE{W/AEF%L\,{&L\X?IFI'::I':E"JTE‘E\EXYH:K The advantage of A-POT over the competitors’ and conventional taps was verified.
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The biggest advantage of A-TAP Series;

A-TAP Series
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The A-TAP can go this far!
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Stability never seen before. Achieved by the new A-TAP Series!
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OSG’ s new premium brand “A-TAP Series”
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The answer for your troubles lies here. 1':3 @ —1 Y <
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ENTH5 | RRENERRRBARE. AZERSEREIEEREHIEY , HERRNXYEAZH L L
IIHERIRAESI A, , | 220 R i L3 RN i g
svﬂgf; ;;tt:ﬁg:zga:gl::zlgisngr:p%aelﬁed by unstable chip evacuation. A-TAP Series resolve such troubles and apply to a wide range of Tool Material Powder Metallurgy HSS(CPM) ﬁ | : @ Tool Material Powder Metallurgy HSS(CPM) ~ : < @
OREIE ViRE T Y 75 O RELE VigE I B e B e 2
EEQ‘UJDIE/\] I‘E—l_lE'Lﬁl_ TOP3 Tapping troubles Surface Treatment V (composite multi-layered) coating 2 J'&_i y Surface Treatment V (composite multi-layered) coating 2 Jﬂ-— y
No.1 ¥R, BEY] Breakage and chipping 26% R o . .Tgﬁﬁﬁ 45° n -
= . : o E;ﬁﬁ]ﬂﬂg Helix Angle
N0.2 E%Z}‘(*EEZTE Dimensional error 17 A) ;755 “‘t}.”E” gf7:mm Unit:mm &f7:mm  Unit:mm
No.3 K3, Bl calins 14% Main factor is chip TE No. R B | EKE| 2K |BUKE| @Ik | AR |menx | mesE| @R | DR | Ee TENo. Ry B | EKE| 2K |BKE| SIK | MR |mewx | meas| @5 | K | Ee
Efth others 43% packing EDP NO. Thread Size TAPLimit | 8¢ L 2 en Ds 2k K Flutes | Type | Stock EDP NO. Thread Size TAPLimit | 8¢ £ 0 en Ds 2k K Flutes | Type | Stock
20134 L EEE R ETE 8325069 | M 3 X 0.5 OH3 46 11 19 4 6 3.2 3 1 A 8325269| M 3 x0.5 OH2 46 4 19 4 6 3.2 3 1 A
Source: Technical Consultation Division 8325083 | M 4 x 0.7 OH3 52 13 21 5 7 4 3 1 A 8325283| M 4 X 0.7 OH3 52 5.6 21 5 7 4 3 1 A
8325086 | M 4Xx 0.5 OH3 52 13 21 5 7 4 3 1 D 8325286| M 4 x 0.5 OoH2 52 5.6 21 5 7 4 3 1 D
8325090 | M 5x 0.8 OH3 60 16 24 5.5 7 4.5 3 1 A 8325290 M 5 X 0.8 OH3 60 6.4 24 55 7 45 3 1 A
fé L 7 | Ii- B , 8325093 | M 5x 05 | OH3 60 | 16 | 24 5.5 7 | 45| 3 1 D 8325293| M 5 x05 | OH2 60 | 64| 24 5.5 7 | 45| 3 1 D
A e ' y n u f’ 1 —— 83265097 | M 6 X 1 OH3 62 19 29 6 7 45 S 1 A 8325297 M 6 X1 OH3 62 8 29 6 7 4.5 & 1 A
The A-TAP can go this far! 8325100 | M 6% 0.75 | OH3 62 19 29 6 7 45 3 1 B 8325300 M 6 X0.75| OH2 62 8 29 6 7 45 3 1 B
8325102 | M 66X 05 OH3 62 19 29 6 7 4.5 3 1 D 8325302 M 6 X 05 OH2 62 8 29 6 7 4.5 3 1 D
for LB . . 8325107 | M 8x 1.25 | OH3 70 22 37 6.2 8 5 3 1 A 8325307| M 8 X 1.25| OH3 70 15 37 6.2 8 5 3 2 A
o SR, AEBHETRI | Even to mild steel and stainless steel 8325111 | M 8x 1 OH3 70 | 22 | 37 | 62| 8 | 5 3 | 1 B 8325311 M 8 X1 | OH3 70 (12 | 37 | 62| 8| 65 | 38 | 2 | B
gﬁé%ﬁ%g%ﬁﬁé @XvﬂgﬂgﬁﬂqﬂﬂI*jﬁ Applies to a wide variety of work materials 8325117 | M10Xx 1.5 OH4 75 24 41 7 8 55 3 2 A 8325317| M10 X 15 OH3 75 18 41 7 8 5.5 3 2 A
Stabilize chip shape 8325121 M10 X 1.25 | OH3 75 24 41 7 8 55 3 2 A 8325321| M 10 X 1.25| OH3 75 15 41 7 8 55 3 2 A
Sharp cutting edge %tﬂﬁ ’ EH: 8325124 | M10X 1 OH3 75 24 41 7 8 55 3 2 B 8325324| M 10 X1 OH3 75 15 41 7 8 5.5 3 2 B
No galling 8325130 | M12 X 1.756 | OH4 82 29 48 8.5 &) 6.5 3 2 A 8325330 M 12 X 1.75| OH4 82 | 21 48 8.5 @) 6.5 3 2 A
= 8325134 | M12X 1.5 OH4 5P 82 29 48 8.5 9 6.5 3 2 A 8325334| M 12 X 15 OH3 | 25P 82 18 48 8.5 9 6.5 3 2 A
- 8325137 | M12X 1.25 | OH4 82 29 48 85 9 6.5 3 2 A 8325337| M 12 x 1.25| OH3 82 18 48 85 9 B6.5 3 2 A
8325140 | M12 X 1 OH3 82 29 48 8.5 9 6.5 3 2 B 8325340| M 12 X1 OH3 82 18 48 8.5 9 B6.5 3 2 B
8325147 | M14 X 2 OH4 88 30 48 10.5 11 8 3 2 A 8325347| M 14 x2 OH4 88 | 24 48 10.5 11 8 3 2 A
{RfEHERE ) wo%ﬁirfjs-mo efoﬁ*ai’;ips-”o“ 8325150 | M14 X 1.5 OH4 88 30 48 10.5 11 8 3 2 A 8325350| M 14 X 15 OH3 88 18 48 10.5 11 8 3 2 A
T\%gﬁﬂ'ﬂimg( P/-\'|"~) - Mild Steel 5 Stainless Steel 8325157 | M16 X 2 OH4 95 32 52 12.5 13 10 3 2 A 8325357| M 16 X2 OH4 95 | 24 52 125 13 10 3 2 A
b o o o 8325160 | M16x 156 | OH4 9 | 32 | 52 | 125 | 13 |10 3 2 A 8325360| M 16 x 1.5 | OH3 95 | 18 52 [ 125 | 13 |10 3 2 A
o . P ' N 8325167 | M18 X 25 OH5 100 37 55 14 14 11 3 2 A 8325367| M 18 x25 OH5 100 | 30 55 14 14 11 4 2 A
KIENITAHIOHIMEE! High performance in machining center 8325170 | M18x 15 | OH4 100 | 37 | 556 |14 | 14 | 11 3 2 | A 8325370| M18 x 1.5 | OH4 100 | 24 | 556 |14 | 14 | 11 4 | 2 | A
@tﬂﬁ”@ﬁ#@," . . . 8325177 | M20 X 25 OH5 105 37 58 15 15 12 3 2 A 8325377| M20 x25 OH5 105 | 30 58 115 15 12 4 2 A
B Applies to a wide cutting range 8325180 | M20x 1.5 | OH4 105 | 37 | 58 | 15 15 |12 3 2 A 8325380 M20 x 1.5 | OH4 105 | 24 58 | 15 15 |12 4 2 A
8325187 | M22 X 25 OH5 115 38 63 17 16 13 3 2 A 8325387| M22 x25 OH5 115 | 30 63 17 16 13 4 2 A
tﬂﬁu@ﬁiﬁﬁﬁ%@ Figure of cutting range 8325190 | M22Xx 1.5 OH4 115 38 63 17 16 13 3 2 A 8325390 M22 X 15 OH4 115 | 24 63 17 16 13 4 2 A
8325197 | M24 X 3 OH5 120 45 66 19 18 15 3 2 A 8325397| M24 X3 OH5 120 | 36 66 19 18 15 4 2 A
TESS 8325200 | M24 x 1.5 OH4 120 45 66 19 18 15 3 2 A 8325400| M24 X 15 OH4 120 | 24 66 19 18 15 4 2 A
Tool Life - A,B=1RERETER A,B=Standard stock item. D=FEFHMTAERETFER D=Inventory center stock item. AB=#RHERETER A,B=Standard stock item.  D=EEfFHMRERETESR D=Inventory center stock item.
L’;ﬁg Lé)ﬁmi? — ﬁﬁiyﬁgﬂ"]ﬂﬂlqﬂ'b ! LEBEER  ERZ2EIBEUENIZENEFRE. 1. The recommended tap limit corresponds to JIS class 2 internal thread standard. 1LEERE  EEM25MNIESUEN L ENETFEE. 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
Machine achining Centefiwith Synchionized|Feed/andRotation 2. Sy R R B LR RS, 2. TAP Limit does not guarantee thread limit for the internal thread after tapping. 2. Sy AR E IR S, 2. TAP Limit does not guarantee thread limit for the internal thread after tapping.

I A-POT B EI R4 BEH#ER Recommended I A-SFT Bl S EER Recommende

Aﬁi&f?ﬁlj A-TAP series MBS TISENNRET, LR ErIRaE KRS , BESYEE. % Stable feed control machines are recommended to avoid over size tapping. KERHATNSEINRET, RRERIZEY KA, BEUTER. % Stable feed control machines are recommended to avoid over size tapping.
A-POT/A-SFT

eighai kb i (/i e LR R (/i
STERY s Tapping Speed L iEtRIBSEIRIN DR SR AR Tepping Speed L iERIBSEIR I DR AR AR
Viap iR AL 5. 10 15 20 30 50 75 2 BOKYMIR A B R R R T AN 5. 10 15 20 30 50 75 2RISR EERTETERKEE
High wear resistance S o, RN _ o - tﬂéﬂ;Eﬁﬂ%ﬂ%R . b s 0, SRR - _ tﬂéﬂ;ﬁifﬂ]%ﬂ%ﬂ‘ . i s
R Medium Carbon Steel S45C 5—15 15—50 50—75 3ARBIIEIBFAIRTS , BT RE Medium Carbon Steel  S45C 5=15 50—75 3 ARBUIHER VRS, BETRERERIE
V coating High Carbon Steel R otae High Carbon Steel +EhYIERE
5 10 20 30 40 50 75 100 PO SoM P SoM
i ol G 10—30 30—50 S sourc) | 510 S 15—30
= ; s SItisai P : f — MR FEEN i “ — 1.Tapping speed should be adjusted —EE N oA 1. Tapping speed should be adjusted
— R /Lt AR HBETIEDIE, - caroon et wit ware sowmie coomt wases | 55900 | 578 — wiases 55400 —
sebali ¥ BEANEESRERSHFRHMEMKS. WRE % Machining center with synchronized feed and FER SUSS04 |y TE— 2 The indicated speeds and feeds are TR SUS304 o 2 The indicated speeds and feeds are
- ; WL I DA RS TIETE. rotation is recommended for more than 15m/min. Stainiess Stesl sUS420 for tapping with water soluble oil. Stainless Steel suUs420 m for tapping with water soluble oil.
High wear resistance 3.Depend the coolant condition, it 3.Depend the coolant condition, it
Powder Meta”urgy HSS (CPM) ¥ As the best speed varies by tapping condition, A .Depending on the coolant conaition, 1 o~ .Depending on the coolant condition, I
please find it by trials. SBES R A5052 5—50® may not show a good results. SRESEEM A5052 5—50® may not show a good results.
Aluminum Aluminum

(*) I *RiEiE R, Please set cutting speed carefully (*) I RE TR, Please set cutting speed carefully
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