CEMENTED CARBIDE TAP SERIES

N-CT LA CT-1 EH-CT CT-13
N-CT FC CT-4 UH-CT CT-15
LS-N-CT CT-8 HFACT-P CT-17
N-CT-SP CT-9 HFACT-B CT-18
N-CT-PO CT-10 HFICT-P CT-19
] 3 : MC-AD-CT CT-11 HFICT-B CT-20
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Cemented Carbide Tap Series

N-CT LA T———

Carbide Taps for Light Alloys

Specification

EN-CT LA is the carbide tap suitable for tapping aluminum
castings (AC), aluminum die castings (ADC), and zinc
diecastings (ZDC). For volume production.

Recommended Tapping Speeds depending on Materials
ey | e .

(for blind hole)

Spiral Pointed Taps | Spiral Fluted Taps | Spiral Fluted Taps
(for through hole)
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Ds
N-CT LA Carbide Taps for Light Alloys

; L D K k | No. of 03
Size Class Code Chamfer| - (ﬂf;“] [ﬂ) - | s "fm] flutes | TYPe | Stock LE
TCNRS.0K3A 3P £2
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M6 TCNRG.OMIA | 1.5P = =
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Carbide Taps
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P4 A
TCNSO12N1A | 1.5P Z
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M16 X 2 P4 |-- ToxsoteaiA | s 95 30 - 125 | 10 13 4 3 A 2

O=Standard C=Semi standard ~=Made to order
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Cemented Carbide Tap Series

N-CT LA Carbide Taps for Light Alloys

Size Class Code Chamfer, L £ fn Ds

K gk | No. of
(mm) (mm) (mm) (mm) (mm) (mm) | flutes

TCNRO1603A | 3P
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(for blind hole)
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Carbide Taps
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N-CT FC

Carbide Taps for Cast Irons
Specification

BN-CT FC is the carbide tap suitable for hard and abrasive
materials such as cast irons. For volume production.

Recommended Tapping Speeds depending on Materials

i
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Think threads with L2l
C=Standard C=Semi standard ~=Made to order YAM Aw A
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Cemented Carbide Tap Series

N-CT FC Carbide Taps for Cast Irons

as Z L D K k No. of
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N-CT FC Carbide Taps for Cast Irons
; L 2 on Ds K gk | No. of 8=
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M20 X 1.5 TCNS02001 = 95 15 12 15 4 4 O
TCNS022R3 3p
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Cemented Carbide Tap Series

N-CT FC Carbide Taps for Cast Irons

_:5-:_,? stz Clea Codo [chamforl by | oy | 0 | O | oo | oy | Sime
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E;H No.4-40UNC P3 3 z::?-- 13:P 4 | 95 . 3 25 5 3
£3 TCNRUNAF 3p
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Center Drills

Centering Tools
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LS-N-CT ———

Long Shank Carbide Taps

Specification

@

Recommended Tapping Speeds depending on Materials

Cast irons Ductile cast rons | [ e EER= 4T

Spiral Fluted Taps | Spiral Flu

laps

G

5-15 || 5-15 | RIS [ Tveesd 1 2
{m/min] (m/min] {m/minl Ds K Tz
For icon explanation, refer to P.24 H — } _~| = 2
V) bk b
L K E
- = = e a
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=
Ds K - Ds K §
I H. |
_ [ _ - _ B H.. B, G
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L L =
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) = ' '. | L | 2 | en | Ds | K | #k |No.of| :
Size Class Code \Chamferf = | o | @m | @m | @m | @m | flutes | TYPe | Stock
For Metric Threads | ' | ' | |
3P
M3 X 0.5 P3 - s 100 1 - 4 32 6 3 1 A
3P
M4 X 0.7 P3 - 100 13 - 5 4 7 4 1 iy
_ 1.5P
| ap
M5 X 0.8 P3 - Y 100 16 - 55 45 7 4 1 PaN
M6 X 1 P3 - 2dm| w 6 45 7 4 2 A =
| 15p | =
' 3p &
M8 X 1.25 P3 - R 100 2 - 6.2 5 8 4 3 N =
M10 X 1.5 P3 - - | 100 24 - 7 55 8 4 3 A g
1.5P =
=

Think threads with L2
C=Standard C=Semi standard ~=Made to order YAM Aw A
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Cemented Carbide Tap Series

(for blind hole)

Spiral Fluted Carbide Taps
Specification

Recommended Tapping Speeds depending on Materials

|for through hole)

Zinc alloy castings

Wrought aluminum [ Aluminum alloy castings
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=
=
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N_CT_SP ESS = e

% 7o SR FREEENN EHSENN ~ TYPE: 1
£ {m/min] [m/min] [m/min] Ds
= For icon explanation, refer to P.24 T — { j o
= Y 2
s L

b — - s _

2.2 TYPE: 3

&S

ES

S g Ds K y Ds
g £ L, K 4 45
= L
:O L
(=4

Segment: 1L
— : L. D. K k | No. of

2% Size Class Code Chamfer . ("fm} “fg] ol | s (gm} fiutes | Type

E - For Metric Threads

= M3 X 0.5 P3 = 25p | 46 | 11 : 4 [ 32| 6 3 1 A

28 M4 X 0.7 P3 . 25 | 52 | 13 . 5 4 7 3 1 )
3 M5 X 0.8 P3 - 2.5P 60 16 - 55 45 7 3 1 A
's M6 X 1 P3 - 25p | 62 | 19 | - 6 | 45 [ 7 3 2 | &
= M8 X 1.25 P3 - 25p | 70 | 22 - | 62 | 5 8 3 3 ~

M10 X 1.5 P3 - 2.5p 75 24 - 7 55 8 3 3 A

= M10 X 1.25 P3 - 2.5P 75 22 - 7 55 8 3 3 A
= M12 X 1.75 P4 - 25P | 82 | 30 - | 85 [ 85 [ 9 3 3 | &
& M12 X 1.25 P4 Z 25p | 80 2 - 85 | 65 9 3 3 A
g
=
2

Think threads with
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N-CT-PO

Spiral Pointed Carbide Taps

Specification

Rl

length length length length dia squara squars
L 2 on s Ds K 2k

Recommended Tapping Speeds depending on Materials

(For blind hole)

(for through hole)

Spiral Fluted Taps | Spiral Fluted Taps

Taps
gh hole)

[ TYPE: 1 T £8
{m/min) {m/min) Ds K ng,
For icon explanation, refer to P.24 - — }_—' —| 2
Y/ -gk K ':;
L E
[ TYPE:2 ]  TYPE:3 7] =
e
-
K K k=
I 5 Ds =
4 4 K g Ix K g
[ =
L =
Segment : 1L _ _ _ . _
i ' - [ L en | ps | K | gk |No.of ' =
Size Class Code ' Chamfer (mm) om) (mm) (mm) (mm) m | futes Type | Stock £
For Metric Threads | g :
M3 X 0.5 P3 PCNR3.0G 5P 46 11 - 4 32 6 3 1 A 5
M4 X 0.7 P3 PCNR4.0I 5P 52 13 - 5 4 7 3 1 A %5
M5 X 0.8 P3 PCNR5.0K 5P 60 16 - 55 45 7 3 1 A g
M6 X1 P3 PCNR6.0M 5P 62 19 - | s 45 7 3 2 A @
M8 X 1.25 P3 PCNRS.ON 5p 70 22 - 6.2 5 8 3 3 A -
M10X15 | P4 | PCNS0100 5P 75 n | - | 7 55 8 3 3 N
M12 X 1.75 P4 PCNS012P 5P 82 30 - 85 6.5 9 3 3 N =
=
g
=

O=Standard C=Semi standard ~=Made to order
For improvement, spec may change without advance notice.
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Cemented Carbide Tap Series

Carbide Taps with Oil Hole

Specification

EETS

Recommended Tapping Speeds depending on Materials

(fo

[m/min] {m/min] [m/min]

For icon explanation, refer to P.24

Hand Taps

Product features

Cemented
Carbide Taps

Roll Taps

Tapping data

MC-AD-CT s w

@Carbide Taps with Oil Hole suitable for tapping the blind holes of Aluminum alloy castings and Aluminum die castings.

@The combination of unique cutting edge design enabling less damage, ultra fine grain carbide alloys with superior wear
resistance and optimal coating results in 5 times longer tool life than the life of conventional special purpose tap for aluminum.

@Having center through hole design to correspond with such cutting condition as inner coolant supply, mist coolant supply and
cryogenic dry, MC-AD-CT works quite well in removing remaining chips after boring and in avoiding welding trouble.

Tapping condition [ M6X1 ]

= Work material ADC12
= Hole shape Blind
= Hole depth 14mm
Tapping length 12mm
- Machine Machining center (Horizontal)
= Feed Synchronized feed
k= Tapping speed 57m/min
= Tapping fiuid Water soluble oil
Tool life 240,000 hole ~

Think threads with
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L 2 n s Ds K 2k
TYPE: 1 7 [ TYPE:2 7
Ds K Ds K
N o — 1] — . l__ -
| 11 |
¢ ) L) XKk Z I
L L
Segment: 1L . 1
Size Class Code  [Chamfer| L | £ | &0 | Ds | K | # |RoOT 1ypg | siock
For Metric Threads | l | [ | |
M6 X 1 P3 MCADR6.OM1 | 15P | 100 | 19 | - 6 45 K 1 | a
M8 X 1.25 P3 MCADRBONT | 15P | 100 | 22 | - | 62 | 5 8 3 2 A
M10 X 1.5 P4 MCADS01001 1.5P 100 2 | - 7 55 8 3 2 A
M10 X 1.25 P4 MCADS010N1 1.5P 100 2 | - 7 55 8 3 2 A
M10 X 1 P4 MCADSO10M1 | 15P | 100 9 | - 7 5.5 8 3 2 A
M12 X 1.75 P4 MCADSO12P1 | 15P | 100 | 30 | - 85 | 65 9 3 2 A
Mi12 X 1.5 P4 MCADS01201 | 15P | 100 2 | - 85 65 9 3 2 A
M12 X 1.25 P4 MCADSO12N1 | 15P | 100 2 | - 85 65 o | 3 2 | &
Think threads with
O=Standard C=Semi standard ~=Made to order

For improvement, spec may change without advance notice.
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Cemented Carbide Tap Series

EH-CT

Carbide Taps for Hard Materials
Specification

EETE

Recommended Tapping Speeds depending on Materials
Thermal refined steels

= 15D
= g

HER
[m/min)
45~5EHRC
For icon explanation, refer to P.24

Product features

@Most suitable for tapping high hardness steels of 45-55HRC such as steels for hot-forging die (SKS3, SKD11, etc.)

@Ultra fine grain carbide alloys with superior wear resistance and shock resistance are adopted.

@By using the tap blanks in which both the run-out tolerance and the shank concentricity are improved, the high accuracy in screw
threads can be obtained.

@For bored hole diameter, maximum of minor diameter tolerance of 6H internal threads is recommended.

Cemented
Carbide Taps |

Tapping data [ M8X1.25 ]

Roll Taps

Tapping data {Torque line in the different bored hole size)
| L ! ! ! ! ! ! Bored hole size 6.8mm(Actual 6.79mm) 6.9mm{Actual 6.89mm)
EH-CT Pl et LT B5% — 81%
H 1 i i i m@ o — torque (N-ca)| | "
0 ' | | | | | e — thrust(N) -
Previous breakage | i i i i i e i
KRS S : I S 2 =
0 50 100 150 200 250 300 350 400 {holes) o =
Work | Type | Hot forged die steal (SKD61) Toge o e
material Hardness | 5O0HRC and — Torque{averags) 770N.cm — Torque{average) 680N.cm
Tapping speed | 6m/min thrust lines E ——————— E —
- Feed Full rigid ‘5";" = b
= Tappig fluid Insoluble oil hoies | = =
2 tapping | % i
EH-CT @@ﬂ[- iy ][.l-]u ]'_-3 P Torque{average) 880Nem | Torque{average) 780Nem |
E E E E E E E Tapping condition
Previous breakage | i i i i i Work material | DAC (equivalent to SKD61) 50HRC
(Carbide tap) L . ; ; : i | 1

50 100 150 200 250 300 850 400 (holes) Tapping speed | 6m/min

Feed Rigid

Thread Mills
(=]

Work Type | Stainless steel for plastic die (SUS420J2) Tappig fuid Insoluble oil
material | Hardness | 52HRC
e i [6m/min Bored hole size enlarged by 0.1mm can reduce the tapping resistance
Feed Full rigid i i -
;& Tappig fluid Insoluble oil In tapping the material of high hardness, it is recommendable to make
the bored hole size as large as possible.
A A ¥
- Recommended bored hole size (for reference) Application
= unit : mm i
I ey e el I IS T |
S Max. tolerance Min. tol i B i /
M3 X05 255 2599 2459 T UH-CT
M4 X0.7 34 3422 3.242
M5 X08 43 4334 4134 S EH-CT >,
M6 X1 54 5.153 4817 poe ; ™~
M8 X1.25 6.9 6.912 6.647 eat, | ABHRC | | gpreonn use fecoratesrotation T
o] zsie EH-HT =
MI0X1.5 86 8.676 8.376 i [ e EH_IF?;;;. \
M12X1.75 104 10441 10106 |Aloy seeks) SOM-SCr | - - s

Think threads with
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L 2 on s Ds K 2k
TYPE: 1 7
Ds K
1T—H - =}
£ I
L K
[ TYPE:2 7 " TYPE:3 7
K
Ds K Ds
1 —1—- - p—
4 Ok I L&.
Segment : 1L "
: ’ ’. ' “ No. of |
Size Class | Code ;Chamfe;‘ {ml;m (mgm) trﬂgl (E‘.ﬁ) {ntfm trﬁ:) fuics | Type ‘ Stock
For Metric Threads | | [ [ ' | : |
M3 X 0.5 | P3 EHCR3.0G5 5P| 46 | 11 - 4 3.2 6 | 4 1 | O
M4 X 0.7 | p3 EHCR4.0I5 59 | 52 13 - 5 4 7 [ 4 1 | ©
M5 X 0.8 P3 EHCR5.0K5 5P 60 16 - 55 45 7 4 1 O
M6 X 1 P3 EHCR6.0M5 5p 62 19 - 6 45 7 5 2 O
M8 X 1.25 P4 EHCS8.0N5 5P 70 22 - 6.2 5 8 5 3 O
M10 X 1.5 P4 EHCS01005 5P 75 | 24 - 7 55 8 5 3 O
M12 X 1.75 P4 EHCS012P5 5P 82 | 3 - 85 6.5 9 5 3 O
Think threads with
O=Standard C=Semi standard ~=Made to order

For improvement, spec may change without advance notice.
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Cemented Carbide Tap Series

UH-CT

Carbide Taps for Ulira Hard Materials
Specification

EETE

Recommended Tapping Speeds depending on Materials

Thermal refined steels

= 15D
= g

HER
[m/min)
50~63HRC
For icon explanation, refer to P.24

Product features

threads can be obtained.

Cemented
Carbide Taps |

Roll Taps

@Ultra fine grain carbide alloys with superior wear resistance and shock resistance are adopted.
@By using the tap blanks in which both the run-out tolerance and the shank concentricity are improved, the high accuracy in screw

@Possible for tapping SKD die steels and pre-hardened steels which hardness ranges in 55-60HRC (Maximum hardness 63HRC).
@Thread length should be less than 1.5D. Considering the tool life, the number of chamfer threads is 5.
@For bored hole diameter, maximum of the minor diameter tolerance of 6H internal threads is recommended.

Tapping data
| | b - o= Tapping condition [ M8x1.25 ] (Tapping Torque)
UHCT )2 ! SKD die steel, heat-treated 80
e . [males  Work material (60HRC)
Sw‘aﬁ ia hdaa Bored hole size | 6.9 mm ® 60
NerFO) 7 0 I Tapping length 12mm, through hole 8
0 10 20 30 40 50 0 Machine CNC rigid tapping machine 20
Number of tapped holes fo
Tapping speed | 1.5m/min (60rpm) £ 5
L B ™ insoluble ol
Tapping fluid (with extreme pressure 0 i i i L L L
= additive) 10 20 30 40 50 60
= Mumber of holes
E Upper graph shows comparison data in tapping heat-treated SKD die steel by the standard Upper graph shows the relation between the number of
carbide tap (N-CT) and by the carbide tap for high hardness steel (UH-CT) Chipping tapped holes and the load meter data of the machine on the
occurred in 8th tapping with N-CT. 60 hole tappings were obtained with UH-CT. tapping test up fo 60 holes with UH-CT tap. Percentage
Note: It is necessary to change the drill much earlier because the damage on the edge of of load meter figure tends to increase after tapping 50
= dhill is larger when drilling high hardness steels. holes. This means from this cuiting area the damage on the
= tool's cutting edge bacomes larger rapidly. If we continue
= #sBored hola in this test was prepared by using a carbide drill under such condition as could cause no work-hardening (cutting Iampgﬁlﬂmerfromthls afe?-wem@tmtaﬂbmﬂka%
@ speed 6m/min, feed 0.04mm/rev.). It is important to pay special attention to the number of
= tapping holes (tool life) from the view point of safety when
tapping high hardness steel materials.
Recommended bored hole size (for reference) Application
unit : mm unit : mm 5
Minor dia. of JIS 6H class Minor dia. of JIS 6H class Tapping speed| ; =
g boredboe sz | Max. | Min, toredboiesizs|  Max. |  Min, somc ; f
= tolerancs | tolerance tolerance | tolerance = UH-CT
e M2 XDA 165 1.679 1.567 mi25 | 106 10676 | 10376 el -
= M2.5%0.45] 2.1 2.138 2013 Mi2X1.25| 109 10812 | 10647 ials|  sEHAC EH.CT ~
= M26X045| 22 | 2288 | 2413 | [Miax2 122 | 12210 | 1183 o 2
M3 X05 | 255 | 2509 | 2450 | [Miaxis | 126 | 12676 | 1237 e ¢
MAX07 | 34 | 3az2 | 3202 | [miex2 | 1a2 | 14210 | 1383 i 25t EH-HT \
M5 X08 | 43 | 4334 | 4134 | [MieXis | 146 | 14676 | 14376 [l EH-PO
M6 X1 5.1 5.153 4917 M18X2.5 15.7 15.744 15.204 ( > : : :
mex125| 69 | 6912 | 6647 | [miexi5 | 166 | 16676 | 16376 i el e o
M10X15 86 8676 8.376 m20x2.5 | 177 17.744 | 17.204
Mmioxi2s | 89 8912 8.647 M2ox15 | 186 18676 | 18.376
mi2x1.75| 104 10.441 | 10.106

Think threads with
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o e | e [
L 2 gn | gs | Ds K 2k
~TYPE: 1 B ;g E
Ds K E-
T = .
[ TYPE:2 7 [ TYPE:3 B
D S D X8| s
e f—J—- o — — =
2 y b % 7 ; O % 3
Segment: 1L g _ .
Size Class Codo (Chamter| b, | £, [ #n | Ds | K | & |Neoff 1y ‘ Stock gy
For Metric Threads | | | | E -§
M2 X 0.4 | P3 UHCR2.0E5 s | 4 | 8 - 4 | 2] o] 3 1 | O S3
M25X 045 | P3 UHCR2.5F5 5 | 44 | 95 = 4 32 6 4 1 o =
M2.6 X 0.45 P3 UHCR2.6F5 5P 44 9.5 - 4 32 6 4 1 O -
M3 X 0.5 P3 | UHCR3.065 » | % | 1 | - | 5 | 4 | 7| 4] 1] O =
M4 X 0.7 P3 UHCR4.015 sp | 52 [ 18| - [ 85 | a5 | 7 4 1 O =
M5 X 0.8 P3 UHCR5.0K5 5P | 60 | 16 - 6 | 45 [ 7 4 1 0
M6 X 1 P3 UHCR6.0M5 5P 62 19 - 6.2 5 8 5 2 O
M8 X 1.25 P4 UHCS8.0NS 5P 70 22 - 7 5.5 8 5 3 &) B :f
M10 X 1.5 P4 UHCS01005 5P 5 | 24 - | 85 | 65 | 9 5 3 ) 23
M10 X 1.25 P4 UHCSO10N5 5P B 24 - 85 | 65 9 5 3 A =
M12 X 1.75 P4 UHCS012P5 5P | 82 | 30 - | 105 | 8 11 5 3 O ]
M12 X 1.5 P4 UHCS01205 5P 82 | 30 - 105 ] 8 11 5 3 N g
M12 X 1.25 P4 | UHCSOIZN5 | 5P | & | 30 | - | 105 W | & ] s [=& 2
M14 X 2 P4 UHCS01405 5P 8 | 30 - [ 125 [ 10 | 13 6 3 A -
M14 X 1.5 P4 UHCS01405 5p | 88 | 30 - Jis] w0 | u| % 8 | &
Mi16 X 2 P4 UHCS01605 5P 95 30 - 14 1 14 6 3 A =
M16 X 1.5 P4 UHCS01605 5 | 95 | 30 - 14 | 11 | 14| 8 3 A o
M18 X 2.5 P4 UHCS018R5 5 | 100 | 35 . 15 12 [ 15 6 3 A 2
MIBX15 | P4 | Uncsoieos | s | 100 | 3 | - | 15 | 12 | 5 | 6 | 3 | & B
M20 X 2.5 P4 UHCS020R5 5P 105 35 - 17 13 16 6 3 A ;;
M20X15 | P4 UHCS02005 s | 105 | % - 17 | 13| 18 6 | 3 N S

Center Drills

Centering Tools

Think threads with Lol

e e e YAMAWA 2



Cemented Carbide Tap Series

HFACT-P S ————

Carbide Taps for Ultra Fast Tappings, Through Hole Use, for Aluminum
Specification

GETm

Recommended Tapping Speeds depending on Materials

fo

BHFACT-P is the carbide tap applicable under ultra high
speed cutting. For such tapping conditions as inner coolant
supply, mist coolant and dry under cryogenic condition,
HFACT-P has radial type coolant hole and is suitable for
through holes of such materials as aluminum castings and
aluminum diecastings.

viral Fluted Taps | Spiral Flu

|for through hole)

(For through hole)

{m/min] [m/min]

=
=
-
D
=
o
=
==
v

For icon explanation, refer to P.24

= [ TvpE:1 ] [ TYPE:2 7]
DS DS

eI ===
g 4 1 2 4s

et

24 Segment: 1L

':c . | | ' | | | | ' No. of '

= Size Class | Code (Chamfer (mIE-.) :‘ {nfm) _ é:] __ Uﬁrsn] _ {E:) __ (me) __ trgh] fluies | TYPe | Stock

For Metric Threads
M6 X 1 | 3 HFACTPRGOM | 40 | 62 | 19 | - | - | 6 [ - | - | 3| 1| O

e M8X125 | P3 HFACTPR8.ON 4p 0 | 2 - 36 - « |8l 20

§ MI0X15 | P3 HFACTPRO100 | 4P | 75 | 24 | - | 3w |10 | - | - | 3 | 2 [ O

g M10 X 1.25 P3 HFACTPROTON | 4P B [2w] - | 57| 16] - » 3 2 | O
8E Mi2 X 1.75 P3 HFACTPRO12P | 4P g2 | 29 | - | 4 |12 | - | - 3 2 [ o
% Mi12X15 | P3 HFACTPRO120 | 4P | 82 | 20 | - | 4 |12 | - | - | 3 | 2 | O

e M12X1.25 | P3 HFACTPROI2N | 4P | 82 | 20 | - | 40 12 | - | - | 3 | 2 | O

E

CT-17 m Think threads with

YAM Aw ©=Standard O=Semi standard ~=Made to order
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Overall Thread | Thread+Meck|  Shark ‘Shank Size of | Length of
length length length length dia squara square
L 2 £n gs | Ds K 2k

HFACT-B

Carbide Taps for Ultra Fast Tappings, Blind Hole Use, for Aluminum
Specification

GZTO

Recommended Tapping Speeds depending on Materials

BHFACT-B is the carbide tap applicable under ultra high
speed cutting. For such tapping conditions as inner coolant
supply, mist coolant and dry under cryogenic condition,
HFACT-B has coolant hole (center through type ) and is
suitable for blind holes of such materials as aluminum
castings and aluminum diecastings.

{m/min] [m/min]

For icon explanation, refer to P.24

TyPE: 1 7]  TYPE:2 =
Ds Ds
o=k =00 | mE
=
£ Z 2 £
L L SE
S
Segment: 1L
- No. of
Size | Class Code Chamfer {ml;n) {mgm) trﬁ:] _ "ﬁ] {Erﬁ) . {n"fn) (rﬁh] fiutes | Type | Stock
For Metric Threads
M6 X 1 | p3 HFACTBR6.OM | 25P | 62 | 19 - - | s S0l = 3 1 0O
M8 X 1.25 P3 HFACTBRS.ON 25p 70 22 - 36 8 - - 3 2 ®)
M10 X 1.5 P3 HFACTBRO100 | 25P | 75 | 24 - 37 | 10 - - 3 2 D)
M10 X 1.25 P3 HFACTBROTON | 25P | 75 | 24 - 37 | 10 - - 3 2 O
M12 X 1.75 P3 HFACTBRO12P | 25P | 82 | 29 - 0 | 12| - - 3 2 O
Mi12 X 15 P3 HFACTBRO120 | 25P 82 29 - 40 12 | - e 3 2 O
M12 X 1.25 P3 HFACTBRO12N = 2.5P 82 29 - 40 12 =il 3 2 B

—

Centering Tools

Think threads with Lol
C=Standard C=Semi standard ~=Made to order YAM Aw A
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Cemented Carbide Tap Series

Specification

Cast irons Ductile cast irons

25-50| [25-50

| (m/min) [m/min]

EETm

Recommended Tapping Speeds depending on Materials

HFICT-P

Carbide Taps for Ultra Fast Tappings, Through Hole Use, for Cast Irons

For icon explanation, refer to P.24

Syn |:_|"'|r(a:|__lI

BEHFICT-P is the carbide tap applicable under ultra high
speed cutting. For such tapping conditions as inner coolant
supply, mist coolant and dry under cryogenic condition,
HFICT-P has radial type coolant hole, and is suitable for
through holes of cast irons and the like.

= [ Tyee:1 ] [ TYPE:2 7]
Ds Ds
| Eme=m o | | BoEHO
S 4 4 4s
S5 L /
3
=3 Segment : 1L
= . ' '- [ L | | ps | K | 2 |No.of 5
= Size Class Code EChamfer] - (rfm) trg:] "fg] (mrﬁ) - (rﬁm] fivies | TyPe | Stock
For Mefric Threads | [ | [ [ [ [ :
M6 X1 P3 HFICTPR6.0M 4p 62 19 - - 6 - - 4 1 O
E M8x125 | P3 HFICTPRBON | 4P o | 2| - | 3 | | - | -] 4| 2] 0O
E MIOX15 | P3 HFCTPRO100 | 4 | 75 | 24 | - | 37 | 10 | - | - | a | 2 | O
= MI0X125 | P3 HACTPROION | 4 | 75 | 24 | - | a7 |10 | - | - | 4 | 2 | O
2k Mi12 X 1.75 P3 HFICTPROT2P | 4P 2 | 2| - |4 ]| 12] - . 4 2 | O
o Mi2X 1.5 P3 HFICTPRO120 | 4P 82 | 20 [ - [ 4 [ 2| -] - 4 2 |8
";_ Mi2 X 1.25 P3 HFICTPRO12N | 4P g |l2w]| - |12 ] - . 4 2 @)
E

Think threads with
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=
i
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Overall Thread | Thread+Meck|  Shark ‘Shank Size of | Length of
length length length length dia squara square
L 2 £n gs | Ds K 2k

Carbide Taps for Ultra Fast Tappings, Blind Hole Use, for Cast Irons
Specification

Syn:_l;nrrq_l BEHFICT-B is the carbide tap applicable under ultra high

Coating ']' O S =« speed cutting. For such tapping conditions as inner coolant
b supply, mist coolant and dry under cryogenic condition,

— HFICT-B has coolant hole(center through type), and is

suitable for blind holes of cast irons and the like.

Recommended Tapping Speeds depending on Materials

Cast irons Ductile cast irons

25-50| [25-50

| (m/min) [m/min]

For icon explanation, refer to P.24

TyPE: 1 7]  TYPE:2 =
D
- RO
= - -1 z = —— e
H= = = - | @ Si5
= —
4 Y/ Is £ =
L L S3
-~
Segment : 1L
i L D K k | No. of
Size | Class Code Chamior| ob | oy | &0 | 83, [ B3 | oy | %) |Moica | TYPo | Stock =
For Metric Threads
M6 X1 | P3 HFICTBR6.0M 2.5pP 62 19 = 5 6 2 = 4 1 0O
M8 X 1.25 P3 HFICTBRB.ON | 25P | 70 | 22 - % | 8 - - 4 2 | o
M10 X 1.5 P3 HFICTBR0100 25P 75 24 - 37 10 - - 4 2 O
M10 X 1.25 P3 HFICTBROION | 25P | 75 | 24 - 37 | 10 - - 4 2 O
M12 X 1.75 P3 HFICTBRO12P 25P 82 29 - 40 12 2 [T %= 4 2 O
Mi2 X 1.5 P3 HFICTBRO120 | 25P | 82 | 29 - | 40 | 12| - - 4 2 [ O
M12 X 1.25 P3 HFICTBRO12N | 25P | 82 | 29 - 0 | 12 P 4 2 O

—

Centering Tools

Think threads with

@=Standard O=Semi standard  ~=Made to order YAM Aw A
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