PRODUCT INFORMATION

VP E 248 251

VP Nu-Roll Tap Series

VP-NRT VP-NRTS IT-NRT VP-SC-NRT VP-LT-NRT VP-LT-SC-NRT
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RERIEEAR ]!

Especially in Stainless Steels,'it performs very well.
Especially in IT industry, it works tremendously.




VPH ELERTIRITFR Features

m fFARVP? RELE: VIRE (TICN) +MR: #HR&EER,

/P stands for : V(TiCN) coated surface treatmentt Powder metallurgy HSS (CPM) for tool material

ITZERTHREN, e, —RIGEIN. FFENR, #

85N, AISERMKFGMI, 54
5 Low Carbon Steels maore than 1.5 times
A S RFENRIFBREI B TR 2Rk
The VP Nu-Roll Tap Series with extra long tool life is ﬁ%ﬂ;ﬂ;%ﬂ:gm memlﬁﬁ%ﬁnas
applicable to various work materials : Carbon Steels, Alloy Steels, W%w.s mmzté.saﬁ]'_’éﬁnas
Mild Steels, Stainless Steels, and Aluminum Alloy. REEIERM L SRELE
Especially in Stainless Steels, it performs very well. e EHEN 15651
Aluminum Alloy Castings mare than 1.5 times

RAEHEITRRY, RERMAERNERRNEL,

A special thread form of the VP Nu-Roll Tap Series can produce high quality threads without burrs.

HYAFN FTERELERHAREMT) |

Clean and smooth surface finish tapping in stainless steel No burrs!!

BB IR ERIE RS SRS | ER4ER,
AIRES S RRE AR,

VP ELH ( VP-NRT ) AIMIHEFVRFER, B 5mEH
g4,

Small burrs inside the internal thread could cause significant
interruption if they fall into precision parts or an engine. The VP Nu-Roll
Tap Series brings you high quality machined products that are free from
these tiny burrs.

Hh4F =5 Competitor's TICN coated tap VP-NRT

i
e YIRS
—_— mE R Number of Holes iR
ET]- Description Tool Material Limiting Factor
VP-NRT M3x0.5
ey 5,000 10,000 15,000 20,000
ﬁﬁﬁal SUS304 (X5CN i1810) o
R nT
P VP-NRT CPM 19,000FLELE  (over 19.000 Holes) /] —IC i
Taubing Speed | 7-5M/MIn  (800min ") = il
YIHE FGEMEDIELET (1065) VE&RE
Coolant Water Soluble(10%:) NRT224E TTI5R
N Fluteless {Nu-Roll) - {Holes)
JEFL @ 2.8xgmm (BFL) Taps V{ooatsd HSS-Co ' \ e chipping
Hole Size (through) V- NRT
BaRKE P
Tapping Length | 6Mm (2D) gcgggﬁg R
EREE T Competitors TICN R SR, b OP:OLE
Machine Vsr‘ti::al Machining Center coated tap ek HaE

R A BRI SARENHREENCPM, E-mEaaiREt.

Thanks to high wear resistance and toughness of powder metallurgy H.S.S., stable tapping performance can be achieved.

EEAMEER T EEAS R IFHVESRE, (& RALURIEE R, 5 51EAVP-NRTSHIT-NRTRIN I/

FRERAMAM, R

The good wear resistance and anti-welding properties of VP-NRT, VP-NRTS, or IT-NRT can be used selectively to
the V coating provide the VP Nu-Roll Tap Series with satisfy a variety of small diameter tapping needs. 3 UM Nu-
stable tool life. Roll Top(UM-NRT) sizes S0.5-0.9 are available for ultra-

small diameter theads.



’]‘&ﬁﬁﬁﬁm@m ﬁ# Selective use of small, Nu-Roll Tap series

m - ik

Description Type

VP-NRT

i
Tap t

ti=tz=ts

LERERNER

Effect of tap roct diameter

MIEEREST
gD

The work does not contact
the root diameter of the
tap during tapping.

VP-NRTS

EFLENARE, K
e THHEM
Depending on the hole

size, the work can come
in contact with the root

“LENRESNRAANZEETS, AThI—#&
RIERAL,

Taps normal internal threads, without causing the tap root
diameter and the internal thread diameter to come in contact.

ti<tz<ts

The work comes in
contact with the root
diameter of the tap
during tapping.

1 A FRERRIR RS AR EMELURIE IR FLAZ NG BRI T
1B, BiTE#HREEIEEA100%KIEHER., BEHF
HERFRE, NaHRNBLFLET/NMIER,

Use it for tapping a hole of a size that is difficult to control while
controlling the inner thread bore.Controls burrs by setting the

2312 diameter -Of the lap thread engagement to 100%.
Tap YTt during tapping. When attempting complete top rolls,the internal thread diameter
t = t2 —t3 may become too small.
IT-NRT MIMERSIH “fREERNRgNEREEM, ATHIERNRSE
LizEE g LHWE, RERMN~E, EAIERES LER

B, AIBHIESRGIAARAR . WIS R R TLR

Allow the tap root diameter and the inner thread bore to come in
contact in order to prevent the inner thread diameter from burring
or cracking, and the inner bore from burrs. Use it to prevent a bolt
from galling during automatic assembly. The hole diameter must
be strictly controlled.

MMRELHEFH RS NBAR T R—H

Tap type does not gurantee internal thread shape.

B VPHFIE L2~ RE& Lineuw

Feature
FEXEMN—BMNT —~
VP-NRT PRI b N ) | fAEmIA | - M1~12 P
From small to large diameter threads, for general internal thread machining. N0.2’“‘“6
FAEBEmR, L¥NEREmAIRT, SMTEINRRE.
$0.5~50.9 ( H/MEEBLL ) HIREETFR.
VP'NRTS The high breakage-resistance of the VP-NRTS is achieved by a short thread shape and M1~2.6 5
a large tap root diameter.
FAVP-NRTHIFAR, it L5004 X IR LUA ERLIRETHEH M1~3
T RN T H EERIN AR i) W o | s
. The IT-NRT achieves high-guality, burr-less tapping by using the VP Nu Roll Tap and NBﬁjJ'w'EEﬂEFm
contralling the build-up at the tap root. Particular Size:
Special order products
VVP-LT-NRT KL, AN TRALBL M1~12 8~10
The long shank series is capable of tapping in deeper holes. No.2—~86
TIHI$EA1P, ERTRILMEZHRENELMT
M1~6
VP'SC‘NRT The SC series with one thread chamfer is optimal for blind hole tapping where there No.2—6 7
is not enough room.
PIHIER 1P, KRR, AIMITRABRAMEZEAREMNEILMT
M1~6
VP'LT'SC'NRT The SC series with one thread chamfer is optimal for blind hole tapping where thers is not No.2—86 "
enough room. The long shank series is capable of tapping in deeper holes.




VP E 2% VP-NRT

VP NU-ROLL
o #/R WA & HIEN
Tool Material Powder metallurgy HSS (CPM) PP L — S—

o RELE VEERE T E— E)-’

Surface Treatment V coating

Type 1 Type 2 Type 3 Type 4
3 Lot T Let z I_Lcr T 4 | Let z
e T e o) === O —E=r1> 0
e | ' _Lk* Q( " Le I Lk,‘ Q L Le _I |_Li* Q( e | Lk Q(
Type 5 Type 6 Type 7
Lef s g et 3 Lef 3

7
’Q@r
0
’</®
|
:
&

uﬂ#% M g4{F:mm ( Unitmm )
i fENo. Rt HE IEISER | &4 | BaK | Bk Wz mfEsiic | MfpdiE | s EfF
EDP NO Thread Size TAP Limit Lef L Lc L1 d Lk K Type Stock
8317410 M1 x025 | RH4 4P | 30 7 | e 3 5 25 1 °
8317411 M1 x025 | RH4 2P | 30 7 | — 3 5 25 2 °
8317414 M1.2x025 | RH4 4P | 32 8 | — 3 5 25 1 °
8317415 M1.2x025 | RH4 2P | 32 an= 3 5 25 2 °
8317418 M 1.4 x 03 RH4 4P | 34 9 | — 3 5 25 1 °
8317419 M 1.4 x 03 RH4 P | 34 9 | — 3 5 25 2 °
8317420 M1.4x03 |° RH5 4P | 34 9o | — 3 5 25 1 °
8317421 M 1.4 x03 |* RH5 P | 34 9 | — 3 5 25 2 °
8317424 M 1.6 x035 | RH4 4 | 36 | 10 - 3 5 25 1 o
8317425 M 1.6 x035 | RH4 2P |36 | 10 = 3 5 25 2 0
8317430 M 1.7 x0.35 | RH4 4 |36 | 1 = 3 5 25 1 °
8317431 M 1.7 x035 | RH4 P |36 | 11 - 3 5 25 2 °
8317432 M 1.7 x035 | RH5 4 |36 | 1 — 3 5 25 1 °
8317433 M 1.7 x035 | RH5 P |36 | 11 = 3 5 25 2 °
8317442 M2 x04 RH4 4P | 40 | 12 - 3 5 25 1 °
8317443 M2 x04 RH4 P | 40 | 12 = 3 5 25 2 °
8317444 M2 x04 RH5 4P | 40 | 12 = 3 5 25 1 °
8317445 M2 x04 RH5 2P | 40 | 12 - 3 5 25 2 °
8317446 M 2.3 x 0.4 RH4 P | 42 | 13 — 3 5 25 3 °
8317447 M 2.3 x 04 RH4 P |42 | 13 = 3 5 25 4 °
8317478 M 2.5 x 045 | RH4 4P | a4 | 14 i 3 5 25 3 °
8317479 M 2.5 x 045 | RH4 P | 44 | 14 = 3 5 25 4 °
8317490 M 2.6 x 045 | RH4 4P | 44 | 14 = 3 5 25 3 °
8317491 M 2.6 x 045 | RH4 P | 44 | 14 - 3 5 25 4 e
8317492 M 26 x045 | RHS5 P | a4 | 14 - 3 5 25 3 ®
8317493 M 2.6 x 045 | RHS5 P | a4 | 14 = 3 5 25 4 °
8317502 M3 x05 RH5 4P | 46 9 | 18 4 6 3.2 5 ®
8317503 M3 x05 RH5 2P | 46 9 | 18 4 6 3.2 6 ®
8317504 M3 x05 RH6 P | 46 9 | 18 4 6 3.2 5 o
8317505 M3 x05 RH6 P | 46 9 | 18 4 6 32 6 o
8317514 M 3.5x 06 RH4 4P | 48 9 | 18 4 6 3.2 5 °
8317515 M 3.5x 06 RH4 P | 48 9 | 18 4 6 32 6 °
8317526 M4 x07 RH6 4 | 52 | 10 20 5 7 4 5 ®
8317527 M4 x07 RH6 2P | 52 | 10 20 5 7 4 6 ° Eu
8317528 M4 x07 RH7 4P | 52 | 10 20 5 7 4 5 0
8317529 M4 x07 RH7 2 | 52 | 10 20 5 7 4 6 o e




VP £ 5 VP-NRT

VP NU-ROLL
Bl
ﬂﬁﬁ'% M B{ir:mm ( Unit:mm )
FimSNo. THIER | 2K | B4R #@K wE Mk | OHEMNE | BREd EfF
EDP NO. Lef L Lo L1 d Lk K Type Stock
8317538 M 5x 0.8 RH6 4P 60 11 22 55 7 4.5 5 [ ]
8317539 M 5x 0.8 RHBE 2P 60 11 22 55 7 45 6 ]
8317542 M 5x 0.8 RH8 4P 60 11 22 5.5 7 4.5 5 O
8317543 M 5x 0.8 RH8 2P 60 11 22 5.5 7 4.5 6 O
8317550 M 6x 1 RH7 4P 62 12 24 6 7 4.5 5 [ ]
8317551 M 6x 1 RH7 2P 62 12 24 6 7 45 6 ]
8317554 M 6x 1 RH9 4P 62 12 24 6 7 45 & O
8317555 M 6x 1 RH9 2P 62 12 24 6 7 4.5 6 @]
8317568 M 8x 1.25 RH7 4P 70 18 - 6.2 8 5 7 ]
8317569 M 8x 1.25 RH7 2P 70 18 -~ 6.2 8 5 7 ®
8317574 M 8x 1 RH7 4P 70 18 - 6.2 8 5 7 ®
8317575 M 8x1 RH7 2P 70 18 - 6.2 8 5 i ®
8317586 M10x 1.5 RH7 4P 75 19 - 7 8 55 7 [ ]
8317587 M10x 1.5 RH7 2P 75 19 - 7 8 5.5 7 [ ]
8317592 M10x 1.25 RH7 4P 75 19 - 7 8 5.5 7 ®
8317593 M10x 1.25 RH7 2P 75 19 = 7 8 55 7 [ ]
8317598 M10x 1 RH7 4P 75 19 - 7 8 5.5 T ®
8317599 M10x 1 RH7 2P 75 19 — 7 8 5.5 7 ®
8317610 M12x 1.75 RH8 4P 82 23 - 8.5 9 6.5 I [ ]
8317611 M12x 1.75 RH8 2P 82 23 = 8.5 9 6.5 7 [ ]
8317616 M12x 1.5 RH7 4P 82 23 - 8.5 9 6.5 7 @
8317617 M12x 1.5 RH7 2P 82 23 — 8.5 9 6.5 7 ®
8317622 M12x 1.25 RH7 4P 82 23 e 8.5 9 6.5 7 ]
8317623 M12x 1.25 RH7 2P 82 23 - 8.5 9 6.5 7 [ ]
8317628 M12x 1 RH7 4P 82 23 — 8.5 9 6.5 7 ®
8317629 M12x 1 RH7 2P 82 23 - 8.5 9 6.5 7 [ ]
1.0 | HEETF 2 GHBENEE 1. The recommended tap limit corresponds to JIS ® = IR EFR
(HEN2iEAT 3 R REBL AR | sl L LR o S, ® = Standard stock item.
2 LSRR RE LR . e e sl O = BB EERR
3.4P (MR ) BORTLLHE, 2. TAP Limit does not gurantee thread limit for the internal O = Inventory center stock item.
4 M2BLL TR G HE thread after tapping.
= " 3 3. 4P (Up to M8) : with male center.
5 {IHI#E<4P=P(i@FLH) 2P=B(EFLA) 4. Thread Size s M2.6: without il groove.
5. Lef: 4P=P (for through holes), 2P=B (for blind holes)
Hﬁﬁﬁ: U i fizzmm ¢ Unit:mm)
S No. R~ BE HIER| =K | BEHC| @i EEd mffdc | mAHE | BiRER EfF
EDP NO. Thread Size TAP Limit Lef L Le L1 d Lk K Type Stock
8317724 No.2-56UNC RH4 4P 42 13 - 3 5 25 1 [ ]
8317725 No.2-56UNC RH4 2P 42 13 - 3 5 25 2 [ ]
8317754 No.4-40UNC RH4 4P 44 15 = 3 & 25 3 [ ]
8317755 No.4-40UNC RH4 2P 44 15 - 3 5 25 4 [ ]
8317756 No.4-40UNC RH5 4P 44 15 - 3 5 25 3 [ ]
8317757 No.4-40UNC RH5 2P 44 15 = 3 iy 25 4 o
8317788 No.6-32UNC RH5 4P 48 9 18 4 6 3.2 5 ®
8317789 No.6-32UNC RH5 2P 48 9 18 4 6 3.2 6 [ ]
1. I HERT 2 RMBLmEE 1. The recommended tap limit corresponds to JIS ® = iREEER
( %ENREMATF 3 B RE AHE T ) class 2 internal thread standards. ) @ = Standard stock item.
2 LEUEEE T AR IRIE B RS R 2; ;I;.:ﬂgalalglrltte ?{;:;pl‘il% Igurantee thread limit for the internal

3.4P (MELT ) BOhRTe .,
4 M2 6L T8 i i
5 4IsE4P=P(EFLA) 2P=B(EFLA)

3. 4P : with male center.
4, Thread Size = No.4: without oil groove.
5. Lef: 4P=P (for through holes), 2P=B (for blind holes)



VP24 ( AFIRLE! ) VP-NRTS

VP NU-ROLL - Short Thread

o HR HREEREN

Tool Material Powder metallurgy HSS (CPM) m _ﬁ
o HEAE VEERE ' = 1

Surface Treatment V coating

Type 1 Type 2

PR AL, M fizmm ( Unitmm )
fii S No. Rt ¥ERE tIHIER | £k | 88K e whEies mAESE | RRED =53
EDP NO Thread Size TAP Limit Lef L Le d Lk K Type Stock
8317811 M1 x025 RH4 2P 30 5 3 5 2.5 2 [ ]
8317815 M 1.2 x 0.25 RH4 2P 32 5 3 5 25 2 [
8317819 M 1.4 x0.3 RH4 2P 34 6.5 3 5 2.5 2 [ ]
8317825 M 1.6 x 0.35 RH4 2P 36 7 3 5 25 2 &
8317831 M 1.7 x 0.35 RH4 2P 36 8 3 5 2.5 2 [
8317843 M2 x04 RH4 2P 40 8 3 5 2.5 2 [
8317847 M 2.3 x04 RH4 2P 42 9 3 5 2.5 3 [
8317879 M 2.5 x 0.45 RH4 2P 44 9 3 5 2.5 3 [
8317891 M 2.6 x 0.45 RH4 2P 44 9.5 3 5 2.5 3 [
; 1. The recommended tap limit corresponds to ® = iF 5
e R . o ~Sarar ok fom
3 IR 2 P=B(RFLA) for the internal thread after tapping. O = EfFH AR TR

3. Lef: 2P=B (for blind holes) O = Inventory center stock item.



ITHEZ5 IT-NRT

IT NU-ROLL
o #fE WK EHIEER
Tool Material Powder r?etallungy HSS (CPM) q pr— @
o BEAE VEARE T ——— !
Surface Treatment  V coating
Type 1 Type 2 Type 3
= z = H < z
—I= —']—-LA@ N = e s = O NI = oy o e = ST 08
e W N [ o - W] N
0 . = Y
Rﬂﬂ%: M Hfiemme CUnitmm?
£ | fBak | @ik wE WRAEHC | MARE | RIRER EfF
L Lo Lt d Lk K Type Stock
8319811 M 1 x 0.25 RH4 2P 30 5 - 3 5 2.5 1 @]
8319815 M 1.2 x 0.25 RH4 2P 32 5 —_ 3 5 2.5 i O
8319819 M 1.4x0.3 RH4 2P 34 6.5 = 3 5 2.5 1 @]
8319825 M 1.6 x 0.35 RH4 2B 36 7 - 3 5 2.5 1 O
8319831 M 1.7 x 0.35 RH4 2P 36 8 -_ 3 5 2.5 1 O
8319843 M2 x 04 RH4 2P 40 8 - 3 5 2.5 1 O
8319847 M 2.3x0.4 RH4 2P 42 9 — 3 5 25 2 ()
8319879 M 2.5 x 0.45 RH4 2P 44 9 - 3 (3] 2.5 2 @]
8319891 M 2.6 x 0.45 RH4 2P 44 9.5 i 3 5 2.5 2 ()
8319903 M3 x 05 RH5 2P 46 9 18 4 6 3.2 3 )
L R W e O e coer okt
3 .Ul 2 P=B(EFLA) for the internal thread after tapping.
9. MESUER BB EZTLhcrftzegc? :Eé[fsoli'.v'lbzllgd r\rci’tlr?gt)ﬂ oil groove.
uﬂﬁ%: U #fizmme (Unit:mm?
I SNo. R~ ¥ B TRIER | 2K BHIC ez mfEsK | OASE | BRED FEfE
EDP NO Thread Size TAP Limit Lef Ic Le d Lk K Type Stock
* No.0-80UNF RH3 2P 36 i 3 5 25 1 *
* No.1-64UNC RH3 2P 36 8 3 5 25 1 *
* No.1-72UNF RH3 2P 36 8 3 5 25 1 *
8319925 No.2-56UNC RH4 2P 42 9.5 3 5 2.5 1 O
* No.2-64UNF RH3 2P 42 9.5 3 5 2.5 1 *
* No.3-48UNC RH4 2P 44 9.5 3 5 25 2 *
* No.3-56UNF RH4 2P 44 9.5 3 5 2.5 2 *
8319957 No.4-40UNC RH5 2P 44 11 3 5 245 2 G
* No.4-48UNF RH4 2P 44 11 3 5 2.5 2 *

1. AiERTFAHS IR IS E
2 HHERETRRIENBRUNFEE,
3 114K 2 P=B(EFLH)

1. The recommended tap limit corresponds to
JIS class 2 internal thread standards.

2. TAP Limit does not guarantee thread limit
for the internal thread after tapping.

3. Lef: 2P=B (for blind holes)

O = EFTUIREETR

O = Inventory center stock item.

* EFHUREET R

Sizes marked with * are special order items.



VPHE2% BIAIER VP-SC-NRT

VP NU-ROLL - Short Chamfer

o #/& KB EHIEER
Tool Material Powder metallurgy HSS (CPM)

o FEALE VEESRE s 1

Surface Treatment V coating

Type 1 Type 2 Type 3

Lef Lef
- 4 - . o
I- =3 &

—E— ﬁ @, EEAR @\/ —_F;—_Hz—-—ﬁ N

pd

uﬂ#% M go:mm ( Unitmm )
TS No. Rt By @K nE Mk | Offs | mRan BEfF
EDP NO Thread Size TAP Limit Lc L1 d Lk K Type Stock
8318001 M1 = 0.25 RH4 1P 30 7 — 3 5 25 1 %
8318004 M1.2x 0.25 RH4 1P 32 8 - 3 5 ) il (9
8318006 M1.4x 0.3 RH4 1P 34 9 - 3 5 20 1 O
8318011 M1.7 x 0.35 RH4 1P 36 11 = 3 5 25 1 5
8318017 M2 %04 RH4 1P 40 12 - 3 5 25 1 O
8318025 M2.5x 0.45 RH4 1P 44 14 - 3 5 25 2 O
8318027 M2.6x 0.45 RH4 1P 44 14 - 3 5 25 2 @]
8318031 M3 x05 RH5 1e 46 9 18 4 6 32 3 O
8318033 M3.5x 0.6 RH4 1P 48 9 18 4 6 3.2 3 @]
8318037 M4 x 0.7 RH& 1P 52 10 20 5 7 4 3 O
8318042 M5 x 0.8 RH6 1P 60 1 22 55 7 4.5 3 O
8318048 ME& x1 RH7 1P 62 12 24 6 7 4.5 3 )
1.0 1 HERTF 2 eSS E 1. The recommended tap limit corresponds to JIS class 2 O = EfFHIMREETF R
2 “ERERERIENENMNEE. internal thread standards. s ; O = Inventory center stock item.
3 M2.6LL TR A 2. J\?el;éngn& ??;;p?% gurantee thread limit for the internal
4 EFBRAHFLLE 3. Thread Size S M2.6: without oil groove.
4. All Sizes: without male center
gor:mm ( Unitmm )
EE NI | S B | #ide i mfa#c | OEHME | BRER ETF
TAP Limit Let L Le L d Lk K Type Stock
8318104 No.2-56UNC RH4 1P 42 13 - 3 5 25 1 @]
8318108 No.4-40UNC RH5 1P 44 15 - a 5 25 2 @]
8318112 No.6-32UNC RH5 1P 48 9 18 4 6 3.2 3 0]
1.0 1 hiERTF 2 RRIBG R . 1. The recommended tap limit corresponds to JIS class 2 " Ny -
2 LEHETRRIEDBLAIEE . internal thread standards. - . B .m,‘jn;f’*fef;;*:tﬁﬁi;“
3 M2.6LL R A 2. TAP Limit does not gurantee thread limit for the internal - y :
thread after tapping.
4 EERRT Ak Lt 3. Thread Size = NO.4: without oil groove.

4. All Sizes: without male center



VPHELH KB  VP-LT-NRT
VP NU-ROLL - Long Shank

o HHR HREEHERN
Tool Material Powder metallurgy HSS (CPM - -
® REALHE VEEHE rgy . — n—
Surface Treatment  V coating
Type 1 Type 2 Type 3 Type 4
I z i E —]ﬂ % —]ﬂ 3
I_']—’—\':ﬁ & = © e o = o =T B>
Type 5 Type 6 Type 7
—]ﬂ g T B T 3
i e e = I N o e o = = S EJ—‘L——B— &
BaME: M fizmm ( Unitmm )
e el el I Ml e -l B
8319422 M1 x 0.25 RH4 4P 60 7 . 3 5 2.5 1 O
8319423 M1 x 025 RH4 2P 60 7 - 3 5 25 2 O
8319426 M1.2x 0.25 RH4 4P 60 8 = 3 5 25 1 O
8319427 M1.2x 0.25 RH4 2P 60 8 = 3 5 25 2 O
8319430 M1.4% 03 RH4 4P 60 9 = 3 5 25 1 O
8319431 M1.4x 0.3 RH4 2P 60 9 - 3 5 2.5 2 O
8319434 M1.7 x 0.35 RH4 4P 60 11 = 3 5 25 1 ®}
8319435 M1.7 x 0.35 RH4 2P 60 11 = 3 5 25 2 £l
8319438 M2 > 04 RH4 4P 80 12 o 3 5 2.5 1 O
8319439 M2 *x 04 RH4 2P 80 12 - 3 5 25 2 O
8319442 M2.3x 0.4 RH4 4P 80 13 = 3 5 2.5 3 O
8319443 M2.3x 0.4 RH4 2P 80 13 = 3 2 2.5 4 O
8319446 M2.5x 0.45 RH4 4P 80 14 = 3 5 25 3 o]
8319447 M2.5x 0.45 RH4 2P 80 14 - 3 5 2.5 4 O
8319450 M2.6x 0.45 RH4 4P 80 14 = 3 5 25 3 ®]
8319451 M2.6x 0.45 RH4 2P 80 14 &= 3 5 2.5 4 O
8319454 M3 x 05 RH5 4P 80 9 18 4 6 3.2 5 O
8319455 M3 x 05 RH5 2P 80 9 18 4 6 32 6 O
8319458 M3 * 05 RH5 4P 1120 9 18 4 6 3.2 5 O
8319459 M3 > 05 RH5 2P | 120 9 18 4 6 3.2 6 O
8319462 M3.5x 0.6 RH4 4P 80 9 18 4 6 3.2 5 O
8319463 M3.5x 0.6 RH4 2P 80 9 18 4 6 3.2 6 O
8319466 M3.5x 0.6 RH4 4P 1120 9 18 4 6 32 5 @]
8319467 M3.5x 0.6 RH4 2P [ 120 9 18 4 6 3.2 6 @l
1. AERT 2 BRESIERE 1. The recommended tap limit corresponds to JIS O = RO AEES
( #ENBERAF 3 HA B RERE) class 2 internal thread standards.

2 HEREAGRIENBENIEE.
3.4P (MEAT ) 2hRTmesst,
4 M2.6LLTigHihil

5 YIHI#iC4P=P(IBFLA) 2P=B(HEFLA)

2. TAP Limit does not gurantee thread limit for the internal &=Inventory/canter;alock itam;

thread after tapping.
3. 4P (Up to MB) : with male center.
4. Thread Size = M2.6: without oil groove,
5. Lcf: 4P=P (for through holes), 2P=B (for blind holes)

BTH
8



VPHELHE KB VP-LT-NRT

VP NU-ROLL - Long Shank

o #R MFIAEHIEN
Tool Material Powder metallurgy HSS (CPM) — e —
® REALE VE&RE
Surface Treatment \ coating
Type 1 Type 2 Type 3 Type 4
I N c I
= & S=F I — b = ——P & = —— B &
Type 7
T 3
=" %
| Bgmm ( Unitmm )
RS No. mAEfc | IAME | BREE EF
EDP NO Lk K Type Stack
8319470 M4 x 0.7 RH6E 4P 80 10 20 5 7 4 5 O
8319471 M4 x 07 RHE 2P 80 10 20 5 74 4 6 @]
8319474 M4 x 07 RH6 4P |120 | 10 20 5 7 4 5 @]
8319475 M4 x 07 RH6E 2P 120 10 20 5 7 4 6 O
8319478 M5 x 08 RH6 4P 100 | 11 22 55 7 4.5 5 @
8319479 M5 x 08 RHB 2P [100 | 11 22 5.5 7 45 6 O
8319482 M5 x 08 RHE 4P 150 11 22 6.5 7 45 5 O
8319483 M5 x 08 RH6 2P [150 | 11 22 55 7 4.5 6 @]
8319484 M6 x 1 RH7 4P 100 12 24 6 7 45 5 O
8319485 M6 x 1 RH7 2P 100 12 24 6 7 4.5 6 @]
8319488 M6 x 1 RH7 4P | 150 | 12 24 6 7 45 5 o
8319489 M6 x 1 RH7 2P 150 12 24 6 7 45 6 O
8319498 M8 x 125 RH7 4P | 100 | 18 - 6.2 8 5 7 @]
8319499 M8 x 125 RH7 2P |[100 | 18 — 6.2 8 5 7 @]
8319502 M8 x 125 RH7 4P 150 18 - 6.2 8 5 i &
8319503 M8 x 125 RH7 2P |[150 | 18 - 6.2 8 5 7 @]
8319506 M8 x 1 RH7 4P 100 18 - 6.2 8 5 7 O
8319507 M8 x 1 RH7 2P 100 18 - 6.2 8 5 7 O
8319510 M8 x 1 RH7 4P | 150 | 18 - 6.2 8 5 7 @]
8319511 M8 x 1 RH7 2P 150 18 - 6.2 8 5 7 O
8319512 M10 x 1.5 RH7 4P | 100 | 19 — 7 8 55 7 @]
8319513 M10 x 1.5 RH7 2P [100 | 19 - 7 8 55 7 O
8319516 M10 x 15 RH7 4P 150 19 - 7 8 5.5 11 O
8319517 M10 x 1.5 RH7 2P [150 | 19 — 7 8 ] 7 @]
8319520 M10 x 1.25 RH7 4P 100 19 = 7 8 55 7 O
8319521 M10 x 1.25 RH7 2P 100 19 - 7 8 55 7 o]
8319524 M10 x 1.25 RH7 4P | 150 | 19 - 7 8 55 7 @]

2 )



VPHELH# KWE VP-LT-NRT
VP NU-ROLL -Long Shank

K

#EEm
BYFE: M fifizmm ( Unitmm )
i ENo. R~ gE TIHIER| 24 | QK | @ik wE MRS | MARE | mikEd FF
EDP NO. Thread Size TAP Limit Lef L Le L1 d Lk K Type Stock
8319525 M10 x 1.25 RH7 2P 150 19 - 7 8 55 7 o
8319528 M10 % 1 RH7 4P 100 19 = 7 8 5k 7 (@]
8319529 M10 % 1 RH7 2P 100 19 - 7 8 55 7 O
8319532 M10 = 1 RH7 4P 150 19 — i 8 5.5 7 o}
8319533 M0 x 1 RH7 2P 150 19 = 7 8 5:5 7 (@]
8319538 M2 x 1.75 RH8 4P 150 23 - 8.5 9 6.5 T o
8319539 M2 x 1.75 RH8 2P 150 23 - 8.5 9 6.5 7 O
8319540 M2 x 1.75 RH8 4P | 200 23 - 85 9 6.5 T O
8319541 M2 x 1.75 RH8 2P | 200 23 - 8.5 9 6.5 7 o
8319546 M2 x 156 RH7 4P 150 23 = 8.5 9 6.5 7 (@]
8319547 M12 x 15 RH7 2P 150 23 - 85 9 6.5 7 O
8319548 M12 x 1.5 RH7 4P 200 23 — 8.5 2 6.5 7 o]
8319549 M2 x 15 RH7 2P 200 23 = 8.5 9 6.5 7 o
8319554 M12 % 1.25 RH7 4P 150 23 - 8.5 9 6.5 7 o
8319555 M2 x 125 RH7 2P 150 23 - 8.5 9 6.5 7 o]
8319556 M12 x 1.25 RH7 4P | 200 23 - 8.5 9 6.5 7 O
8319557 M12 % 1.25 RH7 2P | 200 23 - 8.5 9 6.5 7 o
8319562 M2 x 1 RH7 4P 150 23 = 8.5 2 6.5 7 O
8319563 M12 % 1 RH7 2P 150 23 - 8.5 9 6.5 7 O
8319564 M2 x 1 RH7 4P 200 23 - 8.5 2 6.5 7 @]
8319565 M2 x 1 RH7 2P 200 23 = 8.5 9 6.5 7 (@]
1 AERT 2 RRBLHEE 1. The recommen limit cort n I e o
i .M?:SU\'FEQE;‘H?m - 3. T;E(aﬁpa;t)e R;g;)paﬂgth male center.
5. YIHI#ERAP=P(EFLR) 2 P=B(EFLA) 4. Thread Size = M2.6: without oil groove.
5. Lef: 4P=P (for through holes), 2P=B (for blind holes)
By U Sfimm (Unitmm )
TIE;{; Size TAP Limit ﬂIHIL%K él_% glf % ﬁﬂ;ﬁ ﬁ& L? ok ﬁgﬁ x %ﬁiﬂ S%E
8319610 No.2-56UNC RH4 4P 80 13 - 3 5 25 1 O
8319611 No.2-56UNC RH4 2P 80 13 - 3 5 25 2 ©)
8319614 No.4-40UNC RH4 4P 80 15 - 3 5 2.5 3 O
8319615 No.4-40UNC RH4 2P 80 15 = 3 5 25 4 O
8319618 No.4-40UNC RH5 4P 80 15 - 3 5 2.5 3 O
8319619 No.4-40UNC RH5 2P 80 15 - 3 5 25 4 o
8319623 No.6-32UNC RHS 4P 80 9 18 4 6 3.2 5 (@]
8319624 No.6-32UNC RH5 2P 80 9 18 4 6 32 6 O

1.0 1 HERT 2 RABErEE

2 R ERIENBLAERE,

3.4P (MILT ) ORI,

4 M2.6RL T B imiE

5 YIHIHERAP=P(ETLA) 2P=B(H7LH)

1. The recommended tap limit coresponds to JIS O =EERLMREEES
class 2 internal thread standards. - .

2. TAP Limit does not gurantee thread limit for the internal O = Inventory center stock item.
thread after tapping.

3. 4P : with male center.

4. Thread Size=NO.4: without oil groove.

5. Lef: 4P=P (for through holes), 2P=B (for blind holes) 10



VPHYE 45 E1DHEIEIIHRE VP-LT-SC-NRT

VP NU-ROLL - Short Chamfer -Long Shank
o BE MFEETER
Tool Material Powder metallurgy HSS (CPM) m R
® REALIE VEESE
Surface Treatment \ coating
Type 1 Type 2 Type 3
g Lef 2 gy Lef 3 oy Lef 1
= =2 —==T———B> < et e e Tt = SR X
Le Lk Q( Le Lk ; Le Lk \\i>(
L1
L L L |
Rﬂﬁ'% M E{f:mm ( Unit:mm )
G SNo. R+t WE NI 24€ | B | #@Hik wE maEde | MAME | RRAED EfF
EDP NO. Thread Size TAP Limit Lef 1 Le L1 d Lk K Type Stock
8318201 M1 x 0.25 RH4 1P 60 7 - 3 5 25 1 O
8318207 M 1.2 x 0.25 RH4 1P 60 8 = 3 5 25 1 O
8318211 M 1.4 x 03 RH4 1P 60 9 - 3 5 25 1 O
8318221 M 1.7 x 0.35 RH4 1P 60 1 - 3 5 20 1 O
8318233 M 2 x 0.4 RH4 1P 80 12 -— 3 5 25 1 O
8318249 M 2.5 x 0.45 RH4 1P 80 14 - 3 5 25 2 ()
8318253 M 2.6 x 045 RH4 1P 80 14 - 3 5 25 2 O
8318261 M3 x05 RH5 1P 80 9 18 4 6 32 3 O
8318265 M 3.5 x 06 RH4 1P 80 9 18 4 6 3.2 3 O
8318273 M4 x07 RH6 1P 80 10 20 5 7 4 3 O
8318283 M5 =08 RH6 1P |100 1 22 5.5 7 45 3 @]
8318295 M6 x1 RH7 1P (100 12 24 6 7 45 3 @
1.0 HIBEATF 2 MAES RS E 1. The recommended tap limit corresponds to JIS class 2 O = B RS
2 YRS E A RERIE MRS IEE . |nterng| tlhread StEpiacrds - f O =Inventory center stock ite::
3 M26LL T 2. TAP Limit does not gurantee thread limit for the internal y
Ee it thread after tapping.
4 EHRTAF KL, 3. Thread Size = M2 6: without oil groove.
4. All Sizes: without male center
ﬂﬂ#% U goimm ( Unit:mm )
&S No. Rt WE FE | £K| BYK| @K ez MK | MAME | BRED FEfE
EDP NO Thread Size TAP Limit Lef L Le L1 d Lk K Type Stock
8318407 No.2-56UNC RH4 1P 80 13 i 3 5 25 1 )
8318415 No.4-40UNC RH5 1P 80 15 - 3 5 25 2 (@]
8318423 No0.6-32UNC RH5 1P 80 9 18 4 6 32 3 (@]

1.0 | HiERT 2 RARRMMRE
2 AR ETRERIE MBS
3 M2BRL TR mE

4 EERTA TR L,

11

1. The recommended tap limit corresponds to JIS class 2

internal thread standards.

2. TAP Limit does not gurantee thread limit for the internal

thread after tapping.
3. Thread Size =NO.4: without oil groove.
4. All Sizes: without male center

O = BEPOREETR

O =Inventory center stock item.



j]ﬂ I;ﬁ Processing Data

. n“ ISCM440 ( 35 H Rc ) E‘J ﬁ ﬁE Performance of VP-NRT in SCM440 (35HRC)

FRATHEREEEHN (CPM ) BJVP-NRT,
BN LA RTV-NRTR MM T A35HRCE HEH B th Ak TREMKEMNTI,

This VP-NRT with the Powder Metallurgy HSS (CPM) makes it possible to have stable,
long tool life machining even with 35HRC, difficult to machine by the conventional V-NRT.

{Sf VP-NRT M3=0.5 ﬁ]ﬁﬂm Number of Holes Eﬁ*’ﬁ
Criterion for life
MIFER ~ scmado (35HRC) 1,000 2,000 3,000
?ﬁﬁieu 5m/min  (530min™")
=i Holée Y GP-OUT
K7L 92.8<0mm (B ) 20 e J
Hole Size (through)
Epﬁﬁi%th 6mm (2D)
i EEDTELR (1065) =
g]oliﬁ;{“ﬁ Water Secluble (10%) R 2, 4537 (Holes) v J GP-OUT
{ERigEE SFANT AL
Machine Vertical Machining Center
BMIN T SA5CHIMERE reortormance of vPNRT in sasc
InIS4asCHERt, tLHMARFRMV-NRTE1.SEU EHBESHEMMI.
Stable, long tool life realized for S45C machining. 1.8 times tool life was realized
in comparison with the life of the conventional V-NRT or other competitors’products.
B VP-NRT M6xt 2% MR BIHIPLEL sumberarroes Ak
Description Toal Material Limiting Faclor
MIHR  sasc (CKas, 1045) e =
PElEE ] " ST
Tapping Speed | 12M/min - (800MIn™) VP-NRT CPM 12, 000FLLLE (overi2.000 Holes) ¥ Possible to
{??{é 95.52x5mm  (1B7L) Continue
ole Size through
L VELAR
4
Tomhstingn | 12mm (2D) Pty ot HSS-Co 6,6287L (oe GP-OUT
Taps \ coated
LTl AKEEVIHLEF (1065 ) V-NRT
Coolant Water Soluble (10%)
- - - TCNE&SE PR
EEIE% H%ﬁ?%mrﬂﬁg Center ﬁﬂﬁﬁflf" aa Powder 6,321FL toies) GP-OQUT
SompeiieBi metallurgy HSS
coated tap
.VP—NRTM -I%l-ﬁnu I High speed tapping of VP-NRT
ESSA00EmEMTI A, LA UTHABRGRASHRE. BEKEFGHMNI,
When tapping in SS400 (mild steel) at high speed, good surface finish is available with stable, long tool life.
R VP-NRT M3x0.5 STEIFLEL Number of oles it
Limiting Factor
Ef?ffgmd 47m/min  (5,000min~") .
B T (@7L) 8, 000FLLL_E (oversoon Holes) J
Hole Size (through)
z AIFEMT
fpﬁﬁfgm 6mm (2D) Possible to Continue
i T EYIHIRF (1015 )
gﬁ:ﬁ Water Soluble  (10%) ; 8, 000FL l}{£ (Over8,000 Holes) 4 J
EEEE srEUIRT Al
Machine Vertical Machining Center

12



1]“ I 59‘] Processing Data

.VP—NRTS ﬂ‘]???[.ﬂﬂ I Deep hole tapping of VP-NRTS

TR IR E FIVP-NRTS R LS E gt T/ 2R LT,
The breakage-resistant VP-NRTS tapped small, deep holes in a stable manner.

5‘:"— VP-NRTS M1.4X0.3 YIEIFLEL number of Holes it A1
s 1000 2000 3000 4000 SRR
Work Material S45C
%ﬂ%g«a 13m/min (3,150min ') e - Al

‘ 4, OOOH-‘P\J'— (Over 4.000 Hales) J Possible to Continue
EFL g1.28x6mm  (iBFL)
Hole Size (through)
oGSy
Tapping Length 6mm(4.3D)
4 SEMERTH R — - Al
E‘A:mlajriE Water Soluble (10%) - 4, 0007LEAE (Over 4.000 Holes) ! J Possit;i—ff(“jnhnue
ERGE UM A
Machine Wertical Machining Center

. jlﬂISUS4ZOH‘I'|T-NRTE{]ﬁ§E Performance of IT-NRT in SUS420
FRAFNRPETSTHEM, DRLFEER, BREFHMR, TRMI110007LE L, R
Did not exhibit any abnormal wear or fusion despite the contact of the workpiece with iatat it
the root of the tap, and tapped more than 11,000 holes. I@?L:}Fﬁoﬁi
f"-'-r IT-NRT  M2X0.4 DIHIFLEL Number of Holes mAtE ngg?
~ | b
5,000 10,000 e 8

IR i) b Ratio%)
Work Material Sus420
VIRl 10m/min in' A

: (1,590min ") 1.62~1.63
THil g Seesd — 11, 000FLELE (Over11,000Holes) | J Possible to (624 F85.5%)
FEFL ¢1.8x7.5mm (i#FL) Continue (Equal 85.5% )
Hole Size (through)
BOKE
Tapping Length 7.5mm(3.750)
Yk KEEIEER (10f5) e - AL | 161-1.62
Coolant Non-Water Soluble — 11, 000FLEL L (Over 11,000 Holes) J Possible to (tH 2 F87.8%)

Continue (Equal 87.8%)

fERRE s w) 1] ST
Machine Vertical Machining Center

. IT— N RT m ﬂg ﬂ B‘J ﬂ ?L& lﬁ Build-up at the inner threads of IT-NRT
WA RILER IS, TRBIEER %,

Burrs were prevented by controlling the hole size and

stabilizing the bore. fEFlo1 81 7ol 82 Bl 83
Drill Hole Drill Hale Drill Hole
Sl IT-NRT M2x0.4 ' IIS2LRIEFEREFL. for JIS Class 2 Drill Hole Dia. !
Tool ’ 1 [ >
1.660 ] I
! I
I ® 5egEEmanER
Work Magrial 58400 SuS420 <) Range of ::ontactnof the tap
w = 1640 + root di;ameter :
PIHEE - - = L h »l SUS420 .
Tapping Speed 10m/min (1,590min ') g g - : > :
=2 | [
E\( E - ! I
Sﬂﬁﬁ 8mm(3D) 7mm(3.5D) i © 1620 | |
apping Length ® g | |
= I
Pl AEERTALRF (101F) 5 =’A .
Coolant Water Soluble (10%) é 1.600 + : :
T T % I |
EREE v w1 ST
Machine Vertical Machining Center l l l 1 l

1.80 1.81 1.82 1.83 1.84
&7 Drill Hole Dia.



!%—*-IE?L&% Recommended Drill Hole Size

. "f}ﬁ[l lﬂﬂ Metric Screw Threads

_h{g;j;;; Hir JIS2 8 Former JIS class 2 - 5H MENETS IT-NRT
/) min Bk Max B/ min TR Max B/ min K max
M1 x 0.25 0.90 0.92 0.901 0.920 0.90 0.92 0.89
M1.2 x 0.25 1.10 1.12 1.101 1.120 1.10 1.12 1.09
M1.4 x 0.3 1.27 1.29 1.270 1.294 1.27 1.29 1.26
M1.6 x 0.35 1.44 1.48 1.440 1.466 1.44 1.48 1.43
M1.7 x 0.35 1.54 1.58 ) — 1.54 1.58 1.53
M2 x 04 1.81 1.85 1.810 1.840 1.81 1.85 1.80
M2.3 x 0.4 2.1 2.15 = = 2.1 2.15 2.10
M2.5 x 0.45 2.28 2.33 2.280 2312 2.28 2.33 2.27
M2.6 x 0.45 2.38 2.43 - - 2.38 2.43 2.37
M3 x 0.5 2.76 2.81 2.762 2.798 2.76 2.81 2.75
M3.5 x 0.6 3.20 3.26 3.202 3.242 - - -
M4 x 0.7 3.65 3.70 3.63 3.67 - o -
M5 x 0.8 4.59 4.66 4.57 4.61 - —_ =
M6 x1 5.48 DidT 5.45 5.50 - — -
M8 x 1.25 7.34 7.41 7.34 7.40 -— -_ -
M8 x1 7.48 (57 7.45 7.50 - - -
M10 = 1.5 9.18 9.28 9.19 9.24 - - —
M10 = 1.25 9.34 9.41 9.34 9.40 - - -
M10 x 1 9.48 9.57 9.47 9.52 = - .
M12 x 1.5 11.18 11.28 11.19 11.24 - - —
M12 = 1.25 11.34 11.41 11.34 11.40 = - -
M12 x 1 11.48 11:57 11.47 11.52 — - —
. %ﬁl] ﬁﬂ:ﬂﬂ Unified Coarse Screw Treads
2BAZSL R IEFLIZ for JIS class 28 drill hole dia
Rt VP-NRT VP-NRTS
Thread Size IT-NRT
15/ ]\ wtin B Kmax B[\ min K Max
No.2-56 UNC 1.96 2.02 1.96 2.02 1.95
No.4-40UNC 2.52 2.60 2.52 2.60 2.51
No.6-32UNC 3.09 3.17 — - —
1. ERORMEREITHENTATEY, LERASTE. T SRS sESIIES N T, (IS
2. EFLERIEMIME, BE, RRRTEER, HERREGEEIRR, FE 2. As the hole diameter may vary by behavior of plasticity depending on the
TR ERE. material hardness and shapes of workpiece the hole diameter should be determined
8. BEEILERSG, FILERAMBARR, WHikEAOEE, 3 r::?gg:rtn;irﬂ g dig st ictz'n"f]?fg tool life. Select a drill hole size based on
4. [RTLRIEH, AFLERLE, BOSTHREMRTR R, EENIREE. your particular application
5 IT-NRTHIEIERERGNENERE 4. To avoid ta_pping trouble,correct hole must be maintained free from
6. T-NRTHURFLE S T2 ERAH HHR(A. T ke Tt (1N T iSoaion & frgetyslis Lok @ TeRTE:

@

The hole sizes for the IT-NRT are aimed at complete top rolls.




‘E m E,ﬁ Instructions for use t)] ﬁlj ;%{!ngﬁﬁ Recommended cutting conditions

B SRR FLR S 5 ARTRY 22 8 — B

Check the forming condition in the same way as for
conventional taps.

H EFLZT{ERFTIN-NRTHIV-NRTHEEEIEE
({BIT-NRTIEfLiIEZS%P14 )

The same hole diameter size for TIN-NRT and V-NRT can be
utilized. (However, the hole diameter size for IT-NRT must be
changed. Please refer to P14)

VIHIRIEE RERES KA TR, =3
KB VIR

Highly lubricating water soluble coolant or non-water
soluble coolant is recommended for the coolant.

A T EEEAEIBHRCLL RSO ER.

Hardness of the applicable work material should be
35HRC or less.

H 5ERANM R R L FEE,

Select the machine and the holder with sufficient rigidity.

T4 LI (mVmin)

Waork Material Tapping Speed

M{Eﬁfﬁm ~C0.25% 10—40
!'u'llar::lil.lr?'l:I gﬁﬂtams C0.25~—0.45% 7—15
High@ﬁmﬁmla C0.45% — 510
mmﬁy%ﬂs SCM 5.8
Hamﬁﬁeem ~35HRC 35
Stail\ﬂﬁh SuUs BeuiB
Eﬂ;ﬁpar Cu 1030
EEE: émﬂjﬁﬂ Bs:BsC 10—30
a&?émﬁf Efm PB-PBC 10~30
Eﬁfﬁﬁﬁ AL 20—50
Hlﬁfmﬁﬁfﬂﬁgs —Si16% 20—40
DL iceas ZDC 10~30

Zinc Alloy Castings

HEﬁﬁE?Ln"IEﬁEH Eﬁ%x ﬁ” Recommendations for drills and reamers for forming taps.

-;_E - =
>y g

B3l = mR ST E R A0.01mm,

WX-MS-GDS (®0.2~5) EX-SUS-GDS (90.5~32) BERTFHFELERMEFLINT.

— 5

These products are stocked in 0.01mm

- - « - increments. They are suitable for drilling
EX-GDN (®0.5—~6) W 2 :::peratinn for forming taps.

e B EX-SUS-GDR (®2~32)

EX-SUS-GDN (®1~1.99)

e, —— A b

VPH-GDS ($#0.5—~20) NF-GDN ($®3~13) CRM ($0.3—~13.05)
p l 2 N\ - | Safe use of cutting tools 5
o TRERNFRAGER, BSOERRPRE,  « ORERREE RSN EIESILER. ® Use safaty cover, safely glasses and safely e Stop cutting operation immediately if you
BIPW. RS, o FAEMERATA, B 100 e S Wl e G . e B4 SN ci SoUnEK
s FAEEERTIT. * MIAFAA IR, ® Do not touch cutting chips with bare hands. @ Please use correct tools for the cperation.
s FFEETEMEE, Chips 'm!l be hot after cuifing. Check dimensions Lo ensune proper selection
e TIEHTINF R EE e E, * Stop culting when the tool becomes dull.
e J e /

TOOL COMMUNICATION

0SG CORPORATION
L (LD R LA

Http://www.chinaosg.com

E-mail:business @ shanghaiosg.com

B 4 £ &) 5 s

it EEHH RN E ARG HLEBERXEI17H#EDE

Bi%. 021-58886600 f£3. 021-58883300 Bp4s. 200120
BREH (/) MHaas

HHE RN EEICTERE AE1808-1809 =

Bi%. 020-38210423 f£ . 020-38210425 4. 510600
BREH (/) REDALF

HolE KRR TTARKEMEF=ZHEECEHEITN0E

Bi%. 022-28015566 3. 022-28014222 Hi4%. 300203
BRLH( L&) RKESANF

it KETHAEEIE/NXKE6S#2% 7061

Bi%. 0411-87655185 £H. 0411-87655186  Wp4%. 116600

BRTH (L&) ERALT

ik ERTIPEENKEF H2ESEEHKE SE20F169

B3i%. 023-65408090 £ 1. 023-65402088 B4 . 400030
BT (LHE) w5 7A3E

M FRTDEEERISEREFEDLSE#E2303E

B3i%. 0532-85022586 K. 0532-85022583 HF4. 266071

Ee 4 (L) RIS SEFR

ik RilTiEIXERKETHEERBP1803

BHi%. 07565-83566532 f£¥. 0755-83558854 Mi45. 518048
Rt ( Lig) EBFEFEAA

ik, EETREEERBRILE38S1902%

B3i%. 0510-2739271 f£H. 0510-2739220 HE4%. 214007
BRt#l( L) ERESE

i tEHEEEE 1N RFI9SHEFEAEAEZIEAE

Bi%. 010-85261018 £H. 010-85261016 B4R, 100004
o4 ( L) ¥t

Holib. FETIMNS AR XHEECIS15S] EHEBE

B3i%. 021-50462266 £ H. 021-50462626 mi4s. 200131

g ~
OSG{LHE[E:

\_ 9
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