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Y—JUNo. 203 WERE | BE | BN | 2R | AUR | BTR (vvuoR| wM | 2% | wE | 2R
EDP No. Thread Size Grade | TAP Limit 2c LF THLGTH W DCON NOF el Stock (9
18590 M1 X 0.25 30 7 — 3 — A 3
18592 M12 X 0.25 32 8 = 3 = A 3
18594 M14 X 03 34 9 - 3 — D| A 3
18596 M1.6 X 0.35 36 10 = 3 = A 3
18598 M17 X 035 STD OH1 2.5P 36 1 — 3 2 — A 3
18602 M2 X 04 40 12 = 3 - A 3
18604 M23 X 04 42 13 - 3 - B A 3
18606 M25 X 045 44 14 = 3 — A 3
18608 M26 X 0.45 44 14 — 3 — A 3
A=COHRBFEEHRIELTBD. A-SFT(P.683). MS-DH-SFT(P.639) ~ A =The products have been stopped producing and replaced by A-SFT (p.583) and
PIDBXEESTETVRREVTEDET, MS-DH-SFT(p.639).
IfiZAA  New Dimension IBAZ4R  old Dimension 41 :mm - Unit:mm
Y—JuNo. 220 Bff [BERE| BE | 2R |QUR | &TR |w/B| E | 28 |AUR | &5TR \wog| B4 |5 | we | 88
EDP No. Thread Size 2c Grade | TAP Limit LF THLGTH LU DCON | TAP Limit LF THLGTH LU DCON | NOF E&'ﬁn"gl Stock (9)
18612 STD | OH2 OH2 - [ ] 4
18613 M 3 X0.5 STD+1] OH3 46 6 19 4 O3 46 1 19 | 4 — B ° 2
18614 STD | OH1 OH1 Yes [ ] 5
M 3.5X0.6 STD+1| OH2 48 72| 20 4 ot 48 13 20 | 4 Yes D ° 5
STD | OH2 Yes e 7
X 0. X
18617 M 4 0.7 STD+1| OH3 52 84 21 3 OH3 52 13 21 3 Yes [ ] 7
18620 STD | OH2 OH2 Yes [ ] 9
X 0. y o o
18621 M S 08 STD+1| OH3 60 96| 24 >3 OH3 60 16 24| 53 Yes ® 10
18624 STD | OH2 OH2 Yes @ 1
X
o 1ses | M & X1 storion3| 2|1 | % 5 o &2 VW ® |6 Yes | [@] 11
w oo 18628 STD | OH3 OH2 = e 17
é(y\;{;}b 18629 M 8 X1.25 STD+1| OHa 70 | 15 37 6.2 OH3 70 22 37 | 6.2 — ® 17
122:(; M 8 X1 2.5P STD 8:§ 70 | 15 37 6.2 OH2 70 22 37 | 62 3 : : ;;
18633 M10 X1.5 STD+1] OH4 75 | 18 41 7 Or3 75 24 41 7 ~el@| 25
18634 STD | OH3 OH2 - @ 26
18636 M10 X1.25 STD+1| OHa 75| 18 41 7 OH3 75 24 41 7 — ® 6
}ggg; M10 X1 STD Co)sg 75| 18 4 7 OH2 75 24 41 7 : : ‘2‘;
18639 M12 X1.75 STD+1| OH4 82| 21 48 85 OF3 82 29 48 | 85 — ® 20
18640 STD | OH3 OH2 = @ 40
18621 M12 X1.5 STD+1| OHa 82 | 21 48 85 OH3 82 29 48 | 85 — ® 20
18642 STD | OH3 OH2 - ® 40
X1. . .
18643 M12 1.25 STD+1] OHa 82| 21 48 85 OH3 82 29 48 | 85 — ® 40
18644 M12 X1 STD | OH2 82 | 21 48 8.5 | OH2 82 29 48 | 85 = ® 40
BREUEVIRSE - VvV JMAERTE 8k, DRVS(EP.1037ZCE L), M Please see p.1037 for length of external center and shank square length 2k and width DRVS.
1. HEE [F2MHRUEHRERDY v THEEETT, (P.8358MR) 1. The recommended TAP Limit corresponds to JIS class 2 internal thread
2.2002F 7BEEMRIOBHDT MBUTRERELEVFELEDFT, standard. (see p.835)
3.V TREFIODRUBEZRIETDEDTIEHHFEEA. 2.Taps of M3 or less producted before July 2002 have external center.
4. EHEl. XR—AMEP1018%= S8R TEL. 3.TAP Limit does not guarantee thread limit for the internal thread after tapping.
5. B RIEEEELEORE. FRRICETELDET, 4. Cutting fluid and Paste : Please refer to p.1018
5.Conventional dimension is replaced with new one accordingly.
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(@ RARP YA X, BEIHISEOREDSRBILTEEEE Pr>P.6
TEEESESIC DT Inventory symbols
@ =1REHEER O=#ZEEER(EEZCHEETT.) A =FREROEBENIDOBEZ EE(EEZTHEETEL.)
Standard stock item Limited standard stock item Scheduled to be replaced by new product or successor item
O=HBEREEEER A=4ERIERFEEZTERTE0.)
613 Stocked by specific distributors. Contact us for price & availability. Discontinued item
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https://osg.icata.net/product-search/catalog/item/?tool-group=%2A&edp_no=&abbreviation=EX-H-SFT&abbreviation_method=perfect_match&page_no=1&utm_source=qrcode

B TR 357 5954)) i 7= [ 7= [ilenas] 7o | Nis s
B FORBATEAR 528 L) P LR BES e D tiain - prg Dl
Material |, . Coibon| Medium | Hgh | Aloy Hardened Steel Stainless [ToolSteel | Cast | Cast | Ductle | Copper | Brass | Brass | Bronze inc Alloy| Tianium | Nickel | Themo | Themo

Steel | Catbon | Carbon | Steel Steel Steel | hon | Cast Casting Roled | Aloy | Aloy | Casing | Aloy | Aloy | Seting | Plastic
Mid Steel|  Steel | Steel ron Casting | Gasting Plstic

BBEES N\ oS B S | san | B35 |50\ 8015080 s | g0 | sc | R | R0 | cu | B | BC | P8 | AL |ACADC| MC | Z0C

EX-HSFT | O | O O

§1—Jsb

FROM i :mm Unit:mm

BERC | BE Bt 2R | BUR | BTR |YvVoR| BY = 1EE =28

EDP No. Grade | TAPLimit | ec LF THLGTH W DCON NOF Btemal | stock @
18649 M 14 x 8 | 30 | 48 | 105 = o o
18651 M 14 x 15 oM 88 | 30 | 48 | 105 | . - o o6
18655 M16 x 2 95 | 32 | 52 | 125 = e %
18657 M 16 x 1.5 95 | 32 | 52 | 125 = o =
18661 M 18 X 25 OH3 10 | 37 | 55 | 14 — ® 109
18663 M 18 X 15 OH2 10 | 37 | 55 | 14 - e 1
18667 M 20 x 25 0oH3 105 | 37 | 58 | 15 = o 135
18669 M 20 x 15 OH2 105 | 37 | 58 | 15 = o 13
18673 M 22 x 25 OH3 | ., [ 115 | 38 | 6 | 17 = ®| 183
18675 M22 x 15 oH2 | 115 | 38 | 63 | 17 - o 186
18679 M24 x 3 | oo | OH3 120 | 45 | 66 | 19 = ® 23
18681 M 24 x 15 OH2 120 | 45 | 66 | 19 - o u
18685 M27 x 3 OH3 130 | 45 | 71 | 20 . = o 317
18687 M 27 X 15 OH2 130 | 45 | 71 | 20 = A 34
18691 M 30 x 3.5 oH3 135 | 48 | 74 | 23 = o 413
18693 M 30 x 1.5 OH2 135 | 48 | 74 | 23 = A 420
18695 M 33 X 3.5 ons 145 | 51 | 77 | 25 - |, ® 5%
18697 M 33 x 15 110 | 37 | 47 | 25 = A 410
18699 M36 x 4 OH4 155 | 57 | 82 | 28 — ® | o664
18763 M36 x 15 OH3 | ., [110 | 39 | 49 | 28 = a| 478
18765 M 42 x 45 OH4 175 | 60 | 93 | 32 = ® o7
18767 M 42 X 15 oH3 120 | 39 | 49 | 32 - a| 725

BRELEYIRE - ¥ v VU MEERE 2k, DRVS(EP.1037Z BT &L,

(& 2#RHRUBZHBRLD Y v THRBETI, (P.B35ZR)
2.2002F 7A%EEMUFAIOBHDT MBUTRERELEVYHELEDET,
3. Yy THEEFDRUBEZRITHIODTIEHDFEA.
4. PIEIHAEL X—AMMIP.I018ZTBETEL.
A=COHBFEEFRLELTHD, A-SFT(P.583). MS-DH-SFT(P.639)
POBRXERTEBTVREVWTSEDET,

1. ¥EEMR

Il Please see p.1037 for length of external center and shank square length £k and width DRVS.

1.The recommended TAP Limit corresponds to JIS class 2 internal thread
standard. (see p.835)
2.Taps of M3 or less producted before July 2002 have external center.
3.TAP Limit does not guarantee thread limit for the internal thread after tapping.
4. Cutting fluid and Paste : Please refer to p.1018.
A =The products have been stopped producing and replaced by A-SFT (p.583)
and MS-DH-SFT (p.639).
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FERESCSICDWT Inventory symbols
O =1REEER
Standard stock item

O=HEREETER

Stocked by specific distributors. Contact us for price & availability.

O=#R¥EEm(EEZCHETIV.)

Limited standard stock item

A=FRERUEMREBAVDBIEE(EEZCHERTEL.)
Scheduled to be replaced by new product or successor item
A=4ERIFRFEEZTEERTE0.)

Discontinued item
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tﬂﬁ“%f#%ﬁﬁ CUTTING CONDITIONS

P.543 A-XPF
4 T y g
EE w Drill for pilot hole
V3 # Hl *Z Cutting Speed A-XPF
= Work Material i) P.201 P.195 P.153 P.137 P.253
R D D ADO-5D VPH-GDS
CUTTING Ao B El’\/lﬁ giﬂiel. Gkt COA%LLT 10~50 O - @ @) @ O
CONDIIONS Low Carbon Steel = C0.4%
EIHIERA Medium Carbon Steel
= x £ #| Co45%LLE - -
High Carbon Steel = C0.45% Lt o © o O
a i
Alloy Steel Sau 10~35 o - O © O O
B M| 25~35HRC 5~30 (@) - - o 0O o
Hardened Steel
# i - — —
Cast Steel sC 19~ o © o ©
sl A T M L A i SUS304 - * _ —
* Stainless Steel SUS420 SSE o o O o
% cOﬁer Cu 10~30 (@) - @) O -
«® @ - B #l F 9 . - —
* Brass / Brass Casting Bioo[EC [L0a=0 o o © o o
W7 =20 LEEM - — — —
* Aluminum Rolled Steel AL 20as0 o o O
HZIWEZOLEEHFY . ~ — —
* Aluminum Alloy Casting ESERE 2000 o O O O
«B #@ & T & 9 - — — —
* Zinc Alloy Casting ApE LIF=E o O o

BEO 1deal0 BAO Good O
I COYIHIRAEERI., 5FR T U —KBAEEIRRZERT 55B8DHDTT . Note : The indicated speeds and feeds are for tapping with chlorine-free water-soluble coolant.
% 1 27V U R TOREIMICDNTIZEX-SUSY U —X. NEXUSY U —X%& SR TS0, # :For Stainless Steel to Zinc Alloy Casting on the above, use EX-SUS and NEXUS drill series.

e Z N -, N N .1W i h - -soluble flui highly lubri -soluble flui
#1 27 YLRRICIE FREMDEER F F R DRV KB IR ECEA TR, ) paeyecommend using the non-water-soluble luid or highly lubricated water-soluble fluid

839



tﬂﬁugfgttﬂ‘ﬁmﬂﬂﬁu RECOMMENDED CUTTING SPEEDS AND LUBRICANTS

YIRERE SEDHEHE]

RECOMMENDED CUTTING X, tTHIMAIICIEEE, /SE. RIBED3DDIEADSH D, CNZVEIRRID=2537LFUE I, 4
SPEEDS AND LUBRICANTS & vEVIDEBE. IFRCEMETIEERDITOND Lo, MFIEIHEZ+ D CHIDTEZBRDLET, Y

This chart shows the recommended cutting speeds and cutting fluids. Tap material, type of tap, chamfer length, 7
dimension of drill hole, work materials and cutting fluids are important factors for determining suitable cutting speed.
Lubrication, cooling, capability and adhesion resistance are the three important factors effecting cutting fluid.

WESEL GRS & B GETEHA W RECOMMENDED STANDARD CUTTING SPEEDS AND APPLICATION OF CUTTING FLUIDS

IEIRER, ¥y TOME. B, B ELEL TRRR REIMROEIRRISERREICRDEEENGER
ICE+DERZETDUENHDET,

CUTTING
CONDITIONS

USRS
w ou M YIEEE Cutting Speed(m/min) B &l i &l Cutting Fluids
Work Material ~>I</_\‘JF_’)"h‘y7 Al \“"fflb ><;va/|‘57}7 KBRS YT ><7§73L’ Eﬁ’/‘ﬁ?ﬂ%ﬁ =Ry T | TRBE | jomm | BS | psay
fant | ST | i, | | ZuT | e | mivere | i s 2| T
Mild Steel CO2%LIT | 13 | §~13 | 15~25| — [8~13 |27~32|3~6| O | O | — | —
Low Carbon Steel
OR ORf ~ ~ ~ ~ — ~ ~ ~ — -
s T . 025~045% | 7~12 | 7~12 | 10~15 7~10 | 27~32 | 3~6 | O @)
52 &k F C0.45%L E ~ ~ ~ — ~ ~ ~ — -
= Hign Carbon Steel = CO.ES% 6~9 6~9 8~13 5~8 2~27 2~5 ) O
a i — ~ ~ ~ — —
= Alloy Steel SCM 7~12 | 7~12 | 10~15 5~8 | 22~27 | 2~5 © A
£ — 3~5 3~5 4~6 _ _ _ - _ _
Hardened Steel 25 =4 EIRIE 4~8)| (4~8) | (6~10) 2~5 © .
ATV LU RM ~ ~ ~ — ~ — ~ — —
Sl G SuUs 4~7 5~8 | 8~13 5~10 3~6 © O
MHEERAT VLA SUS630
Precipitation Hardended 3~5 3~5 4~6 - - - 2~5 @) - - -
Stainless Steel SUS631
T 8 i ~ ~ ~ — — — ~ — — —
Troal G SKD 6~9 6~9 | 7~10 2~5 (@)
— Ne 6~11 | 6~11 | 10~15 - — 17~22 | 2~5 @) O - -
b #* ~ - - -~ — — =
Castlron FC 10~15 10~20 2~5| 0 | O | O | O
50545 #% ~ - ~ ~ - — ~ —
Z Al FCD 7~12 | 7~1210~20 | 10~20 4~8 | © | O | ©
i ~ ~ - ~ ~ ~ ~ — —
Do Cu 6~9 | 6~11 | 7~12 | 10~20 | 7~12 | 27~32 | 2~5 O O
i - ﬁﬁ 1
= i Essﬂﬁ% Bs- BsC 10~15 | 10~20 | 15~25 | 15~25 | 7~12 | 27~32 | 5~10 O O O O
Brass Casting
Bl -FREY
T oms PB-PBC | 6~11 | 6~11 | 10~20 | 10~20 | 7~12| — |6~11| O | O | — | —
Bronze Casting
ZIVEZOLEEM ~ ~ ~ - ~ ~ ~ _ —
Aluttr Rolledstaal AL 10~20 | 10~20 | 15~25 7~12 | 100~300 | 5~10 @) O
PIVZZULEEHY b ~ ~ ~ ~ ~ ~ ~ — —
AIuminumAIIoI)?Casting AC- ADC 10~15 | 10~15 | 15~20 | 10~20 | 12~20 | 80~300 | 10~ 15 © @)
NIRXVILEEHEY ~ ~ ~ ~ - — ~ — -
S et AIIQEIy e MC 7~12 | 7~12 | 10~15 | 10~20 10~15 @) O
B EHY ~ ~ ~ ~ ~ o~ . — —
Zi?lc/ﬁoyCasting ZDC 7~12 | 7~12 | 10~15 | 10~20 | 7~12 | 27~100 | 10~ 15 (@) O
BB TS2Fvo | 5723400 0o _ _ - _ _ ~ _
Thermo Setting Plastic gakIeléePh,ebnﬁ ﬁ;x; 10~20 15~25 5~10 o O o
Mo s |BIEE ==L
REIRNETSAF YT | 540752537| 10~20 | 10~15 | 10~20 | 10~20 | — [27~32|5~10| — | O | — | —
DA EBHE Vinyl Chloride Nylon

1.CDORG—RHOSRERETHD. FARMICIDEETIUENGDET,
2.5 v IDRRICHIOTIE. RISy TREBERESRT IV,
3.AEFOWMD( ) RNIECPMY v T U—XDYIHEE T,
¥A—F VTV RBEROBED+30%~+50%ZBRIERLTTE.
BU. WENE 2B ZIREF T,

O&#E Oldeal OEA OGood A {EFA] 4 Applicable — {EFAA] — Not Applicable
1.These are general recommendations which depending upon conditions, may be altered.
2.To select the best taps, please see TAP selection chart.
3.( ) =recommendation for CPM taps.
%Please apply +30~+50% higher speed for coated tap

(Exclude Steam Oxide and Nitride Treatment)
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