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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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Especially in Stainless Steels, it performs very well.
Especially,in IT;industry,it works tremendously.
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V(TiCN) coated surface treatment + Powder metallurgy HSS (CPM) for tool material
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Work Material Comparative durability with V-NRT

A B R 1.5(EL
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The VP Nu-Roll Tap Series with extra long tool life is applicable to SEE 3 (~ 35HRC) 1.2fE0
various work materials : Carbon Steels, Alloy Steels, Mild Steels, Hardened Steels more than 1.2 times
Stainless Steels, and Aluminum Alloy. Especially in Stainless ATV 2.68 L
Steels. it performs very well. Stainless Steels more than 2.6 times
’ ZIVEZO LT 1.5(80E
Aluminum Rolled more than 1.5 times
FIVEZULEEEHY 1.5(80E
Aluminum Alloy Castings more than 1.5 times
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A special thread form of the VP Nu-Roll Tap Series can produce high quality threads without burrs.
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Clean and smooth surface finish tapping in stainless steel No burrs!!
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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.

1&*1% Competitor's TiCN coated tap VP-NRT
tﬂﬁu%ﬁ- tﬂﬁuﬂﬂ Number of Holes
Cutting Conditions |:|'=|:'|_8‘ _ _ ilﬁﬂiBE

— Description Tool Material 5'?00 10,POO 15\000 20\000 Limiting Factor
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Tool VP-NRT M3X0.5

WHIHAE . e gpeTen
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Tapping Speed 7.5m/min(800min~") — -
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Coolant Water Soluble(10% ) : Fl:ulteless (Nu-Roll) HSS-Co 7,180 (Holes) B“J’KU'
- 02 8X9mm(i§b) Taps V coated chipping
N\ . -

Hole Size (through) V-NRT
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Tapping Length 6mm(2D) TIC'\{I.@*iEJ7 %J\;E/ \41 8.3307% (Holes) GP-OUT
{55 PR MRS Competitor's TICN POWderHrg%ta”wgy ' oes )
Machine Vertical Machining Center coated tap
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Thanks to high wear resistance and toughness of powder metallurgy H.S.S., stable tapping performance can be achieved.
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The good wear resistance and anti-welding properties of the V
coating provide the VP Nu-Roll Tap Series with stable tool life.
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VP-NRT, VP-NRTS, or IT-NRT can be used selectively to satisfy a
variety of small diameter tapping needs. »* UM Nu-Roll Tap (UM-NRT)
sizes S0.5-0.9 are available for ultra-small diameter threads.
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Description-Type

VP-NRT

Yy ITHEDIEA
Effect of tap root diameter
MIRyy TOBEREIC
T—I 50,
The work does not

contact the root |
diameter of the tap

MIHR UK

Internal thread tapping

IT#&04 UL

Thread shape after

j' Selective use of small, Nu-Roll Tap series

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

during tapping.
297
Tap M t
ti<te<ts
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Depending on the hole |
size, the work can come
in contact with the root
diameter of the tap
2y 7 during tapping.

Tap Tt

ti<te<ts
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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 thread engagement to 100% .

When attempting complete top rolls, the internal thread
diameter may become too small.
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The work comes in
contact with the root
diameter of the tap
during tapping.

IT-NRT

2y7 Ta p

ti<te<ts
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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.
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Tap type does not gurantee internal thread shape.
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Description Feature Stocked Size
INEDSKERF T—RIIERUINTIA, M1~12 ~
VP-NRT From small to large diameter threads, for general internal thread machining. No.2~6 3~4
ERURIRDIRAL Yy THEREAELIEEREHTKRD,
VP-NRTS BUVMREEZRER, M1~2.6 5
The high breakage-resistance of the VP-NRTS is achieved by a short thread shape and
a large tap root diameter.
~ M1~3
VP-NRTH#HOIRAL, FyTHEHTRED EHDZIY MO—ILTHTLIC | No.O~4
IT-NRT KOMI/NNVDEVWERERS Y TINITH A EE, (— B EER) 6
The IT-NRT achieves high-quality, burr-less tapping by using the VP Nu-Roll Tap and | particular Size:
controlling the build-up at the tap root. Special order
products
OV I Y v ORARDICD RWMIBEDRUILTH A FE. M1~12 -
VP-LT-NRT The long shank series is capable of tapping in deeper holes. No.2~6 8~10
BRIEN1EY FICEOTED TRRBOBVIED RN TICRE, M1 ~6
VP'SC'NRT The SC series with one thread chamfer is optimal for blind hole tapping where there is not No.2~6 7
enough room. '
BAENTEYFICEOTHOTIGREDIEVIEDTINTICHEE,
VP-LT-SC-NRT [ VO v I ORARDIED RVMIBDRUILTH A FE, M1~6 1
The SC series with one thread chamfer is optimal for blind hole tapping where there is not No.2~6
enough room. The long shank series is capable of tapping in deeper holes.
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Tool Material Powder metallurgy HSS (CPM) h @ 1 }
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Surface Treatment V coating
Type 1 Type 2 Type 3 Type 4

— | —F @ —A— | —F @ tHJﬁ T — > @ *T*'H’JF’* — @

Type 5 Type 6 Type 7
E e e e e S O N S s s = R
ST EHSTEITTESY = ES

nUU)Eiﬁ M B :mm_ Unit:mm
¥—JU No. 1224y | BfY | 2R |RUR| B8R | yr/R | IARRS | MESRE R ( 7| 7E | FREMmE

EDP No. Thread Size TAP Limit Lcf L 2 2n Ds 2k K Type Stock (Yen)
8317410 M 1 Xx0.25| RH4| 4P 30 7 — 3 5 2.5 1 B 3,700
8317411 M 1 x0.25| RH4| 2P 30 7 — 3 5 25 2 B 3,700
8317414 M 1.2Xx0.25| RH4| 4P 32 8 — 3 5 2.5 1 B 3,490
8317415 M 1.2x0.25| RH4| 2P 32 8 = 3 5 2.5 2 B 3,490
8317418 M 1.4 X0.3 RH4 | 4P 34 9 — 3 5 2.5 1 B 3,290
8317419 M 1.4 x0.3 RH4 | 2P 34 9 — 3 5 25 2 B 3,290
8317420 M 1.4X0.3 |“RH5| 4P 34 9 — 3 5 2.5 1 B 3,290
8317421 M 1.4x0.3 |“RH5| 2P 34 9 — 3 5 2.5 2 B 3,290
8317424 M 1.6 X0.35| RH4 | 4P 36 10 = 3 5 2.5 1 D 3,280
8317425 M 1.6 X0.35| RH4 | 2P 36 10 — 3 5 25 2 D 3,280
8317430 M 1.7x0.35| RH4| 4P 36 11 — 3 5 2.5 1 B 3,160
8317431 M 1.7xX0.35| RH4| 2P 36 11 — 3 5 2.5 2 B 3,160
8317432 M 1.7 x0.35| RH5| 4P 36 11 — 3 5 2.5 1 B 3,160
8317433 M 1.7x0.35| RH5| 2P 36 11 — 3 5 25 2 B 3,160
8317442 M 2 X0.4 RH4 | 4P 40 12 — 3 5 ) 1 B 2,930
8317443 M 2 Xx0.4 RH4 | 2P 40 12 — 3 5 2.5 2 B 2,930
8317444 M 2 X0.4 RH5| 4P 40 12 — 3 5 2.5 1 B 2,930
8317445 M 2 X0.4 RH5| 2P 40 12 — 3 5 25 2 B 2,930
8317446 M 2.3 X0.4 RH4 | 4P 42 13 — 3 5 25 3 B 2,850
8317447 M 2.3 X0.4 RH4 | 2P 42 13 — 3 5 2.5 4 B 2,850
8317478 M 2.5 xX0.45| RH4 | 4P 44 14 — 3 5 2.5 3 B 2,730
8317479 M 2.5xXx0.45| RH4| 2P 44 14 — 3 5 2.5 4 B 2,730
8317490 M 2.6 X0.45| RH4 | 4P 44 14 — 3 5 2.5 3 B 2,730
8317491 M 2.6 X0.45| RH4| 2P 44 14 — 3 5 2.5 4 B 2,730
8317492 M 2.6 X0.45| RH5| 4P 44 14 — 3 5 2.5 3 B 2,730
8317493 M 2.6 X0.45| RH5| 2P 44 14 — 3 5 2.5 4 B 2,730
8317502 M 3 X0.5 RH5| 4P 46 9 18 4 6 3.2 5 B 2,590
8317503 M 3 X0.5 RH5| 2P 46 €] 18 4 6 3.2 6 B 2,590
8317504 M 3 Xx0.5 RHB6 | 4P 46 9 18 4 6 3.2 5 D 2,690
8317505 M 3 X0.5 RHB6 | 2P 46 9 18 4 6 3.2 6 D 2,690
8317514 M 3.5 X0.6 RH4 | 4P 48 9 18 4 6 3.2 5 B 2,690
8317515 M 3.5 X0.6 RH4 | 2P 48 9 18 4 6 3.2 6 B 2,690
8317526 M 4 XO0.7 RH6 | 4P 52 10 20 5 7 4 5 B 2,670
8317527 M 4 Xx0.7 RH6 | 2P 52 10 20 5 7 4 6 B 2,670
8317528 M 4 XO0.7 RH7 | 4P 52 10 20 5 7 4 5 D 2,770
8317529 M 4 Xx0.7 RH7 | 2P 52 10 20 5 7 4 6 D 2,770

RN=In~
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VP NU-ROLL

FN=Tk
nuwﬁﬁﬁ M 841 :mm_Unit:mm
¥—JLNo. U L Bt | 2R RQUR| B R | Vr0f NAERSRRS | MESHNE | MRS, 7| T8 | REMmS
EDP No. Thread Size TAP Limit Lcf L 2 en Ds 2k K Type Stock (Yen)
8317538 M 5 X0.8 RHE6| 4P 60 11 22 5.5 7 4.5 5 B 2,830
8317539 M 5 X0.8 RH6| 2P 60 11 22 5.5 7 4.5 6 B 2,830
8317542 M 5 X0.8 RH8| 4P 60 11 22 5.5 7 4.5 5 D 2,930
8317543 M 5 X0.8 RH8| 2P 60 11 22 5.5 7 4.5 6 D 2,930
8317550 M 6 X1 RH7 | 4P 62 12 24 6 7 4.5 5 B 2,950
8317551 M 6 X1 RH7| 2P 62 12 24 6 7 4.5 6 B 2,950
8317554 M 6 X1 RHO| 4P 62 12 24 6 7 4.5 5 D 3,060
8317555 M 6 X1 RH9| 2P 62 12 24 6 7 4.5 6 D 3,060
8317568 M 8 X1.25| RH7| 4P 70 18 — 6.2 8 5 7 B 3,980
8317569 M 8 Xx1.25| RH7| 2P 70 18 — 6.2 8 5 7 B 3,980
8317574 M 8 X1 RH7 | 4P 70 18 — 6.2 8 5 7 B 4,480
8317575 M 8 X1 RH7| 2P 70 18 — 6.2 8 5 7 B 4,480
8317586 M10 X 1.5 RH7| 4P 75 19 — 7 8 55 7 B 4,840
8317587 M10 X 1.5 RH7 | 2P 75 19 — 7 8 55 7 B 4,840
8317592 M10 X1.25| RH7| 4P 75 19 — 7 8 5.5 7 B 4,840
8317593 M10 Xx1.25| RH7| 2P 75 19 — 7 8 5.5 7 B 4,840
8317598 M10 X1 RH7 | 4P 75 19 — 7 8 55 7 B 5,360
8317599 M10 X1 RH7| 2P 75 19 — 7 8 55 7 B 5,360
8317610 M12 X1.75| RH8| 4P 82 23 — 8.5 S 6.5 7 B 7,330
8317611 M12 X1.75| RH8| 2P 82 23 — 8.5 € 6.5 7 B 7,330
8317616 M12 X 1.5 RH7| 4P 82 23 — 8.5 9 6.5 7 B 7,330
8317617 M12 X 1.5 RH7 | 2P 82 23 — 8.5 9 6.5 7 B 7,330
8317622 M12 X1.25| RH7| 4P 82 23 — 8.5 9 6.5 7 B 7,330
8317623 M12 X1.25| RH7| 2P 82 23 — 8.5 9 6.5 7 B 7,330
8317628 M12 X1 RH7| 4P 82 23 — 8.5 9 6.5 7 B 9,270
8317629 M12 X1 RH7 | 2P 82 23 — 8.5 9 6.5 7 B 9,270

1LREEMLC 32RO URLBEIRO Sy THERETT,
CxEN 3R CHLE T D v THEREE TY.)
2. 8y THRERORUBEEZRIETIONTIRHIELA,

3. 4P(MBXIF) BREFHL > HERUET, 2.

4. M2.6UTFILHEIHYELA,
5. Bff4P=P(G&EYRA) .2P=BUEYRMH)

LW

1.

(% The recommended tap limit corresponds to JIS

B =1Z#EEER
B = Standard stock item.
D=%Et> 4 —1ZEKEESR

D = Inventory center stock item.

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

class 3 internal thread standards.)
TAP Limit does not gurantee thread limit for the
internal thread after tapping.

. 4P (Up to M6) : with male center.
. Thread Size = M2.6: without oil groove.
. Lcf: 4P=P (for through holes), 2P=B (for blind holes)

numﬁgﬁ . U BT :mm_ Unit:mm
Bt | 28 [RUE|BTE [vr/g | manss | mEE k(7| &F | Eems
EDP No. Thread Size TAP Limit Lcf L 2 2n Ds 2k K Type Stock (Yen)

8317724 | No.2-56UNC | RH4 | 4P 42 13 — 3 5 25 1 B 3,470
8317725 | No.2-56UNC | RH4 2P 42 13 — 3 5 2.5 2 B 3,470
8317754 | No.4-40UNC | RH4 | 4P 44 15 = 3 5 2.5 3 B 3,290
8317755 | No.4-40UNC | RH4 2P 44 15 = 3 5) 2.5 4 B 3,290
8317756 | No.4-40UNC | RH5 4P 44 15 = 3 5 2.5 S B 3,290
8317757 | No.4-40UNC | RH5 | 2P 44 15 = 3 5 2.5 4 B 3,290
8317788 | No.6-32UNC | RH5 4P 48 9 18 4 6 3.2 5 B 3,380
8317789 | No.6-32UNC | RH5 | 2P 48 9 18 4 6 3.2 6 B 3,380

1LREEMLC 32RO CALBEROS Yy THERETT, 1.

2. 3y TRERODRUEEEZRIETIHDTIIHUEEA,
3.4PIIREEHL > 2ERYET,

4. NoAUTIEHBENr HUEEA,

5. Bft4P=P(GEYIA) .2P=BEV M)

ENTIEN

B =1R#EEER
B = Standard stock item.

The recommended tap limit corresponds to JIS

class 2 internal thread standards.

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

. 4P : with male center.
. Thread Size = No.4: without oil groove.

Lcf: 4P=P (for through holes), 2P=B (for blind holes)
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VP NU-ROLL - Short Thread
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Tool Material Powder metallurgy HSS (CPM) W )
@mUIE Vva—5«>9

Surface Treatment V coating

Type 1 Type 2
i
g, L%ﬂ%

¢Ds
-
Q
s

numﬁgﬁ ‘M B3 :mm_ Unit:mm
v—JUNo. 1206 e Bft | 2R | RQUR (Vv | UABRE | WASNE BRI 7 | EF | Mg
EDP No. Thread Size TAP Limit Lcf L 2 Ds 2k K Type Stock (Yen)
8317811 M 1 x0.25| RH4 2P 30 5 3 5 2.5 1 B 3,700
8317815 M 1.2x0.25| RH4 2P 32 5 & 2.5 1 B 3,490
8317819 M 1.4 x0.3 RH4 2P 34 6.5 3 5 2.5 1 B 3,290
8317825 M 1.6 X0.35| RH4 2P 36 7 3 5 2.5 1 D 3,280
8317831 M 1.7 X0.35| RH4 2P 36 8 3 5 2.5 1 B 3,160
8317843 M 2 X0.4 RH4 2P 40 8 3 5 2.5 1 B 2,930
8317847 M 2.3 xX0.4 RH4 2P 42 9 3 5 2.5 2 B 2,850
8317879 M 2.5x0.45| RH4 2P 44 9 & 5 2.5 2 B 2,730
8317891 M 2.6 x0.45| RH4 2P 44 9.5 3 5 2.5 2 B 2,730
1LREEML 328k CHESEIRDO 2y THEEE TY. 1. The recommended tap limit corresponds to JIS B ={E#EER
2. 8y THEBHRUREERET 26O TRHYTHA. g}\agsl_? '.ft“gma' th;ead S*a?daftﬂs- d limit for th B = Standard stock item.
3. &ff2P =B (LW R E) . imit does not guarantee thread limit for the D =t 4 — BT

internal thread after tapping. -
3. Lcf: 2P=B (for blind holes) D = Inventory center stock item.
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IT NU-ROLL
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Tool Material Powder metallurgy HSS (CPM) NWI;- ot & I
OXRELIE va—-54>J

Surface Treatment V coating

Type 1 Type 2 Type 3
T
——Ff—T-—F @ —E;f#—%———f— @ — = —= @

@Ds
=
Q
-
Q

nua)E;E M B3 :mm_ Unit:mm
—JUNo. 1256, % 2R NRUR| BT v | UESRE | MASME WIRFA 7| 7FE | EHEME
EDP No. Thread Size L 2 2n Ds 2k K Type Stock (Yen)
8319811 |[M1 X0.25| RH4 | 2P 30 5 — 3 5 2.5 1 D 3,840
8319815 [M1.2X0.25| RH4 | 2P B 15 — & 5 2.5 1 D 3,620
8319819 | M1.4x0.3 RH4 | 2P 34 6.5 — 3 5 2.5 1 D 3,410
8319825 M 1.6 X0.35| RH4 | 2P 36 7 — 3 5 2.5 1 D 3,280
8319831 |[M1.7X0.35| RH4 | 2P 36 8 — 3 5 2.5 1 D 3,280
8319843 M2 Xx0.4 RH4 | 2P 40 8 = 3 5 2.5 1 D 3,040
8319847 | M2.3 X 0.4 RH4 | 2P 42 9 — 3 5 2.5 2 D 2,950
8319879 | M25X045| RH4 | 2P 44 9 — 3 5 2.5 2 D 2,830
8319891 M2.6xXx045| RH4 | 2P 44 9.5 — 3 2.5 2 D 2,830
8319903 M3 X 0.5 RH5 2P 46 9 18 4 6 32 3 D 2,690
1LREEML 328k CHESEIRO 2y THEFEETY. 1. The recommended tap limit corresponds to D=fEt> 42— 1BHEEER
2. Ay TREIRORUBELRIETIEDTIEHIEEA, JIS class 2 internal thread standards. D = Inventory center stock item.
3. 2P = B(LYRE) 2. TAP Limit does not guarantee thread limit
Nl for the internal thread after tapping.
4. M2.6TFIZmBD» HYEEA 3. Lcf: 2P=B (for blind holes)
4.Thread size = M2.6 : without oil groove.
numﬁﬁ U B3 :mm_ Unit:mm
—JUNo. FU e Bft | 2R | RUR (Vv | NABRE | AR HRI/4T | EE | REMmS
EDP No. Thread Size TAP Limit Lcf L 2 Ds 2k K Type Stock (Yen)
* No.0-80UNF | RH3 2P 36 7 3 5 2.5 1 * —
* No.1-64UNC | RH3 2P 36 8 5 2.5 1 * —
* No.1-72UNF | RH3 2P 36 8 3 5 2.5 1 * —
8319925 | No.2-56UNC | RH4 2P 42 9.5 & 5 2.5 1 D 3,600
* No.2-64UNF | RH3 2P 42 9.5 3 5 2.5 1 * —
* No.3-48UNC | RH4 2P 44 9.5 3 5 2.5 2 * —
* No.3-56UNF | RH4 2P 44 95 3 5 2.5 2 * —
8319957 | No.4-40UNC | RH5 2P 44 11 3 5 2.5 2 D 3410
* No.4-48UNF | RH4 2P 44 11 3 5 2.5 2 * —
1LREEMLC 32RO CBLERO Sy THEFEETY, 1. The recommended tap limit corresponds to D=fEEt 42— BEEER
2. By THREIIHLWUREERIETIEDTIEHUEEA, 2 _i_J/I_\SPcLI.as.s (21 internal thread stanhdardds.l. ) D = Inventory center stock item.
3. &f42P = BUEYRF) : it doos ot Euarantee waoad fimit *ENIBEEEE LU ET,

for the internal thread after tapping. . . : ?
3. Lcf: 2P=B (for blind holes) Sizes marked with * are special order items.
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VP NU-ROLL - Short Chamfer

—#2 VP-SC-NRT

O E BERNAZ
Tool Material Powder metallurgy HSS (CPM) m 7
OXEME  VI—F Y |
Surface Treatment V coating
Type 1 Type 2 Type 3
A=t O =R & = @
TS E Y ELTH Y
RUOER:M &ff ;mm_Unit:mm
W;l}ijDlo. Thlr]v;q:dz)s“ize %LE E?E E'EEE 911;/87?1 IE]EJ%EEES IT_EI%KE-‘ISIPE Mk&e«r 7 E‘:E %ﬁfgﬁﬁ
8318001 |M1 x0.25|RH4 | 1P | 30 7 — 3 5 2.5 1 D | 3,840
8318004 M1.2x0.25 |  RH4 | 1P | 32 8 i 3 2.5 1 D | 3,620
8318006 | M1.4x03 |RH4 | 1P | 34 9 — 3 5 2.5 1 D | 3410
8318008 | M1.6xX0.35 | RH4 | 1P | 36 10 = 3 5 2.5 1 D | 3,390
8318011 |M1.7X0.35 | RH4 | 1P | 36 11 — 3 5 2.5 1 D | 3,280
8318017 |M2 Xx04 |RH4 | 1P | 40 12 = 3 5 25 1 D | 3,040
8318025 | M2.5x0.45 | RH4 | 1P | 44 14 — 3 5 2.5 2 D | 2830
8318027 | M2.6 X0.45 | RH4 | 1P | 44 14 i 3 5 2.5 2 D | 2830
8318031 |[M3 x05 |RH5 | 1P | 46 9 18 4 6 3.2 3 D | 2,690
8318033 | M3.5x0.6 |RH4 | 1P | 48 € 18 4 6 3.2 3 D | 2,790
8318037 |M4 x0.7 |RH6 | 1P | 52 10 20 5 7 4 3 D | 2770
8318042 M5 x08 |RH6 | 1P | 60 11 22 5.5 7 45 3 D | 2,930
8318048 | M6 X1 RH7 | 1P | B2 12 24 6 7 45 3 D | 3,060

1LRERLC 2RO UHLBEICD Sy THERETY, 1.
2. 8y TRERHDRBUBEEZRIETIEDTIEHIEEA,

3. M26UTIEMEN HEEA,
4. 2YAARZIHLE FEBRELTHIET,

AW N

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

internal thread after tapping.

. Thread Size = M2.6: without oil groove.
. All Sizes: without male center.

. TAP Limit does not guarantee thread limit for the

D =7EEt > 4 —ZHEEER
D = Inventory center stock item.

nuwﬁgg ‘U {7 :mm_Unit:mm
Y—JUNo. =20y = BfY | 28R |RUR| B8R | yv//R UARBRS | MAERE R, 7| 7E | REMmE
EDP No. Thread Size TAP Limit Lcf L 2 2n Ds 2k K Type Stock (Yen)
8318104 | No.2-56UNC | RH4 | 1P 42 13 — 3 5 25 1 D 3,600
8318108 | No.4-40UNC | RH5 | 1P 44 15 = 3 5 2.5 2 D 3410
8318112 | No.6-32UNC | RH5 | 1P 48 9 18 4 6 3.2 3 D 3,510

1LRERLC 2RO UHLBEIED Sy THERETY, 1.
2. 8y TRERHDRBUBELZRIETIEDTIEHIEEA,

3. No AL TFIShBEN» HUEEA,
4. EYAARZIHLEFEBRELTHIET,

AW N

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

internal thread after tapping.

. Thread Size = No.4: without oil groove.
. All Sizes: without male center.

. TAP Limit does not guarantee thread limit for the

D =7EEt > 4 —ZHEEER
D = Inventory center stock item.



VP-a—0O—-)b%yv7J 0OYIYv2Y VP-LT-NRT
VP NU-ROLL ‘- Long Shank

OtE BERNAZ
Tool Material Powder metallurgy HSS (CPM) f—S— =
ORELE Va—-7429J
Surface Treatment V coating
Type 1 Type 2 Type 3 Type 4
%+—H+——%~———— - 74——H+7—%———7—— &« E%Fj — s O —t%\—%— —_ = &
Type 5 Type 6 Type 7
T;ﬂ g Lot 5 Tg 8
= O e — - 4 — =
nuwﬁiﬁ ‘M B3 :mm_ Unit:mm
Y—)UNo. 1224y He | BfY | 2R (RUR| B8 TR | yr//R | NARRS | MEIRE R4 T | 7E | REMSE
EDP No. Thread Size TAP Limit Lcf L 2 en Ds 2k K Type Stock (Yen)
8319422 M 1 X0.25| RH4 | 4P 60 7 — 3 5 25 1 D 4,970
8319423 M 1 X0.25| RH4 | 2P 60 7 — 3 5 25 2 D 4,970
8319426 M 1.2X0.25| RH4 | 4P 60 8 — 3 5 2.5 1 D 4,690
8319427 M 1.2X0.25| RH4 | 2P 60 8 — 3 5 2.5 2 D 4,690
8319430 M 1.4X0.3 | RH4 | 4P 60 9 — 3 5 25 1 D 4,380
8319431 M 1.4X0.3 | RH4 | 2P 60 9 — 3 5 25 2 D 4,380
8319434 M 1.7 X0.35| RH4 | 4P 60 | 11 — 3 5 245 1 D 4,240
8319435 M 1.7 X0.35| RH4 | 2P 60 | 11 — 3 5 215 2 D 4,240
8319438 M 2 X0.4 | RH4 | 4P 80 | 12 — 3 5 25 1 D 3,920
8319439 M 2 Xx04 |RH4 | 2P 80 | 12 — 3 5 25 2 D 3,920
8319442 M 2.3X0.4 | RH4 | 4P 80 | 13 — 3 5 2.5 3 D 3,800
8319443 M 2.3X04 | RH4 | 2P 80 | 13 — 3 5 25 4 D 3,800
8319446 M 2.5X0.45| RH4 | 4P 80 | 14 — 3 5 25 3 D 3,790
8319447 M 2.5X0.45| RH4 | 2P 80 | 14 — 3 5 25 4 D 3,790
8319450 M 2.6 X0.45| RH4 | 4P 80 | 14 — 3 5 25 3 D 3,720
8319451 M 2.6 X0.45| RH4 | 2P 80 | 14 = 3 5 25 4 D 3,720
8319454 M 3 X0.5 | RH5 | 4P 80 9 18 4 6 3.2 5 D 3,700
8319455 M 3 X0.5 |RH5 | 2P 80 9 18 4 6 3.2 6 D 3,700
8319458 M 3 Xx0.5 |RH5 | 4P | 120 9 18 4 6 3.2 5 D 5,000
8319459 M 3 X0.5 |RH5 | 2P | 120 9 18 4 6 3.2 6 D 5,000
8319462 M 3.5X0.6 | RH4 | 4P 80 € 18 4 6 3.2 5 D 3,700
8319463 M 3.5X0.6 | RH4 | 2P 80 € 18 4 6 3.2 6 D 3,700
8319466 M 3.5Xx0.6 | RH4 | 4P | 120 € 18 4 6 3.2 5 D 5,090
8319467 M 35%x0.6 | RH4 | 2P | 120 €) 18 4 6 3.2 6 D 5,090

1LREEMLC 32RO CALEROS Yy THERETT, 1.

2. Ay TRERORUBELRIETIHDTIEHIEEA,
3.4P(M6UTF) I3REHL > 2ERUET,
4. M2BUTIHEI HUEEA
5. Bft4P=P(EWA) .2P=B(LWYRA)

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

bW

. 4P (Up to M6) : with male center.
. Thread Size = M2.6: without oil groove.
. Lcf: 4P=P (for through holes), 2P=B (for blind holes)

The recommended tap limit corresponds to JIS

D =7#E+t > 4 —ZEEER
D = Inventory center stock item.

RR=IA



VP-a—0O-)b%yvy7J 0OYJIYv2Y VP-LT-NRT
VP NU-ROLL ‘- Long Shank

OitE BR/NAZ
Tool Material Powder metallurgy HSS (CPM) m - —
ORELE Va—-7429J
Surface Treatment V coating
Type 1 Type 2 Type 3 Type 4
%+—H+——%~———— - 74——H+7—%———7—— -&- t%\jf —= & —t%\—%— = 0
Type 5 Type 6 Type 7
****%ZEF?* — =" @ —Ee=gr Tt 1" @ — j*4 **** = O
HN=Tkl) . ‘ | . |
nuwﬁiﬁ ‘M B3 :mm_ Unit:mm
¥—JLNo. HU | BfY | #R RQUR| BFR |V NEBRS | MESKNE MRy, T TE | REME
EDP No. Thread Size TAP Limit Lcf L 2 en Ds 2k K Type Stock (Yen)
8319470 M 4 Xx0.7 | RH6 | 4P 80 10 20 5 7 4 5 D 3,380
8319471 M 4 Xx0.7 | RH6 | 2P 80 10 20 5 7 4 6 D 3,380
8319474 M 4 Xx0.7 | RH6 | 4P 120 10 20 5 7 4 5 D 4,770
8319475 M 4 Xx0.7 | RH6 | 2P 120 10 20 5 7 4 6 D 4,770
8319478 M 5 X0.8 | RH6 | 4P 100 11 22 55 7 4.5 5 D 3,980
8319479 M 5§ X0.8 | RHB6 | 2P 100 11 22 55 7 45 6 D 3,980
8319482 M 5 X0.8 | RHB6 | 4P 150 11 22 55 7 45 5 D 6,260
8319483 M 5 X0.8 | RHB6 | 2P 150 11 22 55 7 45 6 D 6,260
8319484 M 6 X1 RH7 | 4P 100 12 24 6 7 45 5 D 3,830
8319485 M 6 X1 RH7 | 2P 100 12 24 6 7 45 6 D 3,830
8319488 M 6 X1 RH7 | 4P 150 12 24 6 7 4.5 5 D 5,970
8319489 M 6 X1 RH7 | 2P 150 12 24 6 7 4.5 6 D 5,970
8319498 M 8 X125  RH7 | 4P | 100 | 18 — 6.2 8 5 7 D 4,700
8319499 M 8 X125  RH7 | 2P | 100 | 18 — 6.2 8 5 7 D 4,700
8319502 M 8 X125/ RH7 | 4P | 150 | 18 — 6.2 8 5 7 D 7,020
8319503 M 8 X 1.25| RH7 | 2P 150 18 — 6.2 8 5) 7 D 7,020
8319506 M 8 X1 RH7 | 4P 100 18 — 6.2 8 5 7 D 5110
8319507 M 8 X1 RH7 | 2P 100 18 — 6.2 8 5 7 D 5110
8319510 M 8 X1 RH7 | 4P 150 18 — 6.2 8 5 7 D 7,390
8319511 M 8 X1 RH7 | 2P 150 18 — 6.2 8 5 7 D 7,390
8319512 M10 X1.5 | RH7 | 4P 100 19 — 7 8 Si5 7 D 5,390
8319513 M10 X1.5 | RH7 | 2P 100 19 — 7 8 515 7 D 5,390
8319516 M10 X1.5 | RH7 | 4P 150 19 — 7 8 Si5 7 D 7,740
8319517 M10 X1.5 | RH7 | 2P 150 1S — 7 8 55 7 D 7,740
8319520 M10 Xx1.25| RH7 | 4P 100 19 — 7 8 55 7 D 5,390
8319521 M10 X1.25|RH7 | 2P | 100 | 19 — 7 8 55 7 D 5,390
8319524 M10 X 1.25| RH7 | 4P 150 19 — 7 8 55 7 D 7,740
8319525 M10 X 1.25| RH7 | 2P 150 19 — 7 8 55 7 D 7,740

RR=In




VP-a—0O—-)b%yvy7 0OYJYv2Y VP-LT-NRT
VP NU-ROLL ‘- Long Shank

FIN=Y&1)
nuwﬁﬁ ‘M 831 :mm_ Unit:mm
0 13 Jen| Bft | 2R RQUR| EFR | Vr/0f | NESRT | WAESME RR51 7| EE | REMS
DP ead AP Lcf L 2 en Ds 2k K Type Stock (Yen)

8319528 M10 X1 RH7 | 4P | 100 | 19 — 7 8 55 7 D 5,590
8319529 M10 X1 RH7 | 2P | 100 | 19 — 7 8 55 7 D 5,590
8319532 M10 X1 RH7 | 4P | 150 | 19 — 7 8 55 7 D 7,870
8319533 M10 X1 RH7 | 2P | 160 | 19 — 7 8 5.5 7 D 7.870
8319538 M12 X1.75| RH8 | 4P | 150 | 23 — 8.5 9 6.5 7 D 9,490
83195639 M12 Xx1.75|RH8 | 2P | 160 | 23 — 85 9 6.5 7 D 9,490
8319540 M12 X1.75| RH8 | 4P | 200 | 23 — 85 9 6.5 7 D |10,700
8319541 M12 X1.75| RH8 | 2P | 200 | 23 — 85 9 6.5 7 D |10,700
8319546 M12 X1.5 |RH7 | 4P | 150 | 23 — 8.5 g 6.5 7 D 9,490
8319547 M12 X1.5 |RH7 | 2P | 150 | 23 — 8.5 S 6.5 7 D 9,490
8319548 M12 X1.5 |RH7 | 4P | 200 | 23 — 8.5 S 6.5 7 D |10,700
8319549 M12 X185 |RH7 | 2P | 200 | 23 — 8.5 <) 6.5 7 D |10,700
8319554 M12 X1.25| RH7 | 4P | 150 | 23 — 8.5 9 6.5 7 D 9,490
8319555 M12 X1.25| RH7 | 2P | 150 | 23 — 8.5 9 6.5 7 D 9,490
8319556 M12 X1.25| RH7 | 4P | 200 | 23 — 8.5 9 6.5 7 D | 10,700
8319557 M12 X1.25| RH7 | 2P | 200 | 23 — 8.5 9 6.5 7 D | 10,700
8319562 M12 X1 RH7 | 4P | 150 | 23 — 8.5 S 6.5 7 D | 10,400
8319563 M12 X1 RH7 | 2P | 150 | 23 — 8.5 S 6.5 7 D | 10,400
8319564 M12 X1 RH7 | 4P | 200 | 23 — 8.5 S 6.5 7 D |11,500
8319565 M12 X1 RH7 | 2P | 200 | 23 — 8.5 S 6.5 7 D |11,500

1LRERLC 32O CHNBRO 2y THERETY, 1.
2. By THEEIHDRUBEERIETIHDTIEHIEEA,

3. 4P(MBXLTF) IREHEL > 2ERUET,
4. M2.6UTFILHEI HYELA,
5. BfF4P=P (&Y A) .2P=B(LLWURA)

RLDESE: U

[LENAREN

D =7E+t > 4 —ZEEER
D = Inventory center stock item.

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

. TAP Limit does not guarantee thread limit for the

internal thread after tapping.

. 4P (Up to M6) : with male center.
. Thread Size = M2.6: without oil groove.

Lcf: 4P=P (for through holes), 2P=B (for blind holes)

B3 :mm_ Unit:mm

SR U BT | SR |ROR|BTR ok MRERS RARE PR ER e
8319610 | No.2-56UNC | RH4 | 4P 80 13 — 3 5 2.5 1 D 4,620
8319611 | No.2-56UNC | RH4 | 2P 80 13 — 3 2.5 D 4,620
8319614 | No.4-40UNC | RH4 | 4P 80 15 — 3 5 2.5 3 D 4,380
8319615 | No.4-40UNC | RH4 | 2P 80 15 — 3 5 2.5 4 D 4,380
8319618 | No.4-40UNC | RH5 | 4P 80 15 — 3 5 2.5 3 D 4,380
8319619 | No.4-40UNC | RH5 | 2P 80 15 — 3 5 2.5 4 D 4,380
8319623 | No.6-32UNC | RH5 | 4P 80 9 18 4 6 3.2 5 D 4510
8319624 | No.6-32UNC | RH5 | 2P 80 9 18 4 6 3.2 6 D 4510

1LREEMLC 32RO CALBEROS Yy THERETT, 1.
2. 2y THREROBUBEERITIHDTIEHELA,

3. 4PRRREHL L HELVET,
4. No AT IXMBIHIEEA.

5. Bft4P=P(GEYIA) .2P=BEV M)

arw N

. TAP Limit does not guarantee thread limit for the

D=%Et> 4 —1ZEKEER
D = Inventory center stock item.

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

internal thread after tapping.

. 4P : with male center.
. Thread Size = No.4: without oil groove.

Lcf: 4P=P (for through holes), 2P=B (for blind holes)
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VP=-a—-0O—-W¥v7 Ya—bF+vYI77—R OV5+v>2Y VP-LT-SC-NRT

VP NU-ROLL ‘- Short Chamfer - Long Shank

O e BERNAZ
Tool Material Powder metallurgy HSS (CPM) H ﬁ >
ORELIE Va—74>7
Surface Treatment V coating
Type 1 Type 2 Type 3
Aﬁl g Aﬁf 8 Lcf B
= = O = & — Bt —

b
2 2K
L L
d

RUOEE: M 8 :mm_Unit:mm
\y;élfw?lo' Thlggize %LE E?E %;I:E ’JVI;JSﬂE llﬁlﬁ%EE'é' @%KF:‘ME ﬁ?»b%: e'f 7 EE %%gﬁﬁ
8318201 |M1 x0.25 | RH4 1P 60 7 — 3 5 2.5 1 D 4,970
8318207 | M1.2 X 0.25 | RH4 1P 60 8 — & 2.5 1 D 4,690
8318211 |M1.4x0.3 RH4 1P 60 9 — 3 5 2.5 1 D 4,380
8318221 |[M1.7x0.35 |RH4 | 1P | 60| 11 | — | 3 5 25 1 D | 4,240
8318233 |M2 x04 |RH4 1P | 80| 12 | — | 3 5 25 1 D | 3920
8318249 |M25x045 | RH4 1P | 80| 14 | — | 3 5 25 2 D | 3,790
8318253 |M2.6Xx045 |RH4 1P | 80| 14 | — | 3 5 25 2 D | 3720
8318261 | M3 X 0.5 RH5 1P 80 9 18 4 6 3.2 S D 3,700
8318265 | M3.5 X 0.6 RH4 1P 80 9 18 4 6 3.2 3 D 3,700
8318273 | M4 X 0.7 RH6 1P 80| 10 20 5 7 4 3 D 3,380
8318283 |M5 x0.8 |RH6 | 1P | 100 | 11 | 22 | 55 7 4.5 3 D | 3,980
8318295 |M6 X 1 RH7 | 1P | 100 | 12 | 24 | 6 7 45 3 D | 3,830

1LEERLC 32O CHYERO 2y THERETY, 1.
2. By THREIIHOBUBEERIETI2HDTIEHIEEA,
3. M2BUTFIEHEDN HIEEA

4, 2 A XREHLE2EBRELTEUET,

D =7EE+t > 4 —ZHEEER
D = Inventory center stock item.

The recommended tap limit corresponds to JIS

class 2 internal thread standards.

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

. Thread Size = M2.6: without oil groove.

. All Sizes: without male center.

AW N

11

nuwﬁgg ‘U B :mm_ Unit:mm
Y—JUNo. =20y = BfY | 28R |RUR| B8R | yv//R UARBRS | MAERE R, 7| 7E | REMmE
EDP No. Thread Size TAP Limit Lcf L 2 2n Ds 2k K Type Stock (Yen)
8318407 | No.2-56UNC | RH4 | 1P 80 13 — 3 5 25 1 D 4,620
8318415 | No.4-40UNC | RH5 | 1P 80 15 = 3 5 2.5 2 D 4,380
8318423 | No.6-32UNC | RH5 | 1P 80 9 18 4 6 3.2 3 D 4510

1LREEML 2o CHLEROS Yy THERETYT, 1.

2. 8y TRERHDRBUBELZRIETIEDTIEHIEEA,
3. No AL TFIEhBEN» HUEEA,
4. YA ARZIHLEFERELTHIET,

AW N

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

internal thread after tapping.

. Thread Size = No.4: without oil groove.
. All Sizes: without male center.

. TAP Limit does not guarantee thread limit for the

D =7EE+t > 4 —ZHEEER
D = Inventory center stock item.



”"I;_g Processing Data

. SCM440 (35HRC) I:aljé VP'NRTQ'IE‘B‘E Performance of VP-NRT in SCM440 (35HRC)

WA\ A(CPM) ZiRAULILVP-NRTI(Z.
#EFRmV-NRT T3 UM >I-3SHRCOREMICHWNTH. RELLREMIIHAIEETH O

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.

fERTE ] e
e VP-NRT M3X%X0.5 tuﬁjl \ﬁ Number of Holes ﬁﬁfui

Criterion for life
HHIMAE SCM440(35HRC) ]'0\00 2,000 3,000

Work Material

YIHLRE ; i
Tapping’fspeed 5m/min (530min™")

1 2,9145 (Holes ! GP-OUT
TR $2.8X10mmGED) EE = /

Hole Size (through)

RUITRE

Tapping LengtLh 6mm (2D)

S AGAEMETIEEA (10£2) —

Coolant Water Soluble (10%) 268 2,453 (Holes) / GP-OUT
{8 FAkEAR MRtV

Machine Vertical Machining Center

. 8450 l:alja VP'NRTG)'EEE Performance of VP-NRT in S45C
S45COMTIICHNT, fitttFLlmKMU V-NRTICHU 1.8 EORE LI REF MM IH AR TS oIk,

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.

EFEIE VP-NRT M6X1 Wﬁuﬂﬁ Number of Holes

e mE L% p=1 A PR
?ﬁﬁlj)fjﬁ Description Tool Material S o oo Limiting Factor
Work Material  ©45C (CK45, 1045) 1 il ']

TS - “"“ a[gE
Eﬁgﬁﬁpeed 15m/min (800min-") VP-NRT CPM 12,0007 _E (©0ver12.000 Holes) _'/ %@%;b
T ¢5.52X15mm (&b) =~ 5

i VI—F42J
Hole Size (through) ﬁJ_ID_()’\lrgF;‘JK HSS C GP OUT
Wi t - - ! . _
1 L/}L’CEL\' 12mm (2D) L'Jl'aepgs\? cogteg 0 8,6287 (Holes)
Tapping Length V-NRT
SIHHE AGBEMELIEIMA (101%) ) — s
Coolant Water Soluble (10%) T|CN:|_7I':’If/7 B\ (R
- ftbttom RENS 63217 (Holes) GP-OUT
{sE PR [ b iV eV Competitor's TiCN metalues HSS
Machine Horizontal Machining Center coated tap

. VP'NRTwE&”uI High speed tapping of VP-NRT
SS400DEEIMIICHNTSH. HRUIELIFEHNRL . RELcREMMINAGETS .

When tapping in SS400 (mild steel) at high speed, good surface finish is available with stable, long tool life.

FATR  yp.NRT M3%0.5 HHITRE Number of Holes

Tool WMKBE
?&gup}g Limiting Factor
Work Material 58400 5,q00 10,900

YIHLERE : .

Tapp?;ngpeed 47m/min(5,000min")

TR 02.8X9mmGED) 8,0007%A E (overs.000 Holes) ’/

Hole Size (through)

RUIICTRE (R f5E O] HE
Tapping Length 6mm(2D) Post%ﬁo—éloﬁgnue
IHIER B MELIHEER (1065)

Coolant WaltﬁerSqubIe(10°/o) - 8,0007LLE (0vers.000 Holes) /i

Bt RV Vs ks

Machine Vertical Machining Center
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”"I?_g Processing Data

. VP'N RTS @ﬁﬂﬂﬂl Deep hole tapping of VP-NRTS
SBENFLIVP-NRTSIZIMEDZRNIIHRELTITA T

The breakage-resistant VP-NRTS tapped small, deep holes in a stable manner.

L VP-NRTS M1.4x0.3 EIITTH Number of Holes TR

Limiting Factor
lEvy=1 1,000 2,000 3,000 4,000

VH\?OHHJ( Material S45C | | | 1

SIRb®E 13m/min(3,150min ") R

Tapping Speed ’ ﬂi‘ﬁﬁjﬁg

1 4,0007%LLE (Over 4,000 Holes) y -

T 21.28x6mm (aD) BE L0101 2000 ok ) T

Hole Size (through)

RUITRS

Tapping Leng; 6mm(4.3D)

I EE AGEMEIEIHE (1015 - el BE

Coolant ) 2EH 4,0007%BLE ©ver 4.000 Holes) Ll el

Continue
{58 ARk IRV S
Machine Vertical Machining Center

. SUS420 |:33|1'Z) IT‘NRTa)'EﬁE Performance of IT-NRT in SUS420

FyITDBICT—IDHBICHMDDOSTFRELERPABEDFRELED
RHS5SNF. 11,0007 LTI HAIEETH T,

Did not exhibit any abnormal wear or fusion despite the contact of the workpiece with the by

root of the tap, and tapped more than 11,000 holes. 4,éc¥ciﬁ?ﬁ§b1au
Internal Thread After 4,300 Holes

i IT-NRT M2x0.4 e L —— | DBUME
Minor Dia.of Internal

” Limiting Fact
iHImE SUS420 5.000 10,000 MRS Thread Qe Overep

Work Material

IHLRRE 10m/min (1,590min-")
Tapping Speed ' kB olgE | 1.62 ~1.63
- 1 11,000 5Lk (Over 11,000 Holes) | | - (85.5%1#H)

TR @1.8x7.5mm G&D) =8 — ==Y Foomtinus. (Equal 85.5%)
Hole Size (through)
RUIITRE
Tapping LengtLh 7.5mm(3.75D)
S AAGA M HE {k#HEolgE | 1.61~1.62
Coolént Non-Water Soluble 208 11,000 53U_E (Over 11,000 Holes) _'/ ﬂéﬁgg‘ (87.8%1H4)

- i Equal 87.8%)
(R uHRY=VIEs Continue (Faue
Machine Vertical Machining Center

. IT'NRTQ&“UQEDL’J‘D“% Build-up at the inner threads of IT-NRT [l

TRETZZIMO-IVITBHHRICEDAERE
RBESHE, NUZRBLLETHIENTE,

Burrs were prevented by controlling the hole size and stabilizing A Al ity
the bore. TRNg1.81 Te1.82

T91.83

Drill Hole Drill Hole Drill Hole
ERATE IT-NRT M2x0.4 LJISZ%&#&%&'FR for JIS Class 2 Drill Hole DL& :
Tool 1.661 [ Sl
o g b I
| g 5 T OBED L7 5HH ‘
Vﬁoﬁiﬁ%erial 55400 suUs420 g Range of?:ontact of the tap
o P: 1641 root dia;lmeter :
—— _ - T < SUS420
ARl 10m/min (1,590min-") #6‘% < : > 3
c
RUITES A% 162+ ! !
Tapoing Lengt‘F 6mm(3D) 7mm(3.5D) % _g | |
° — |
5 B HELEEE (10) 5 16 ‘ 1
Coolant Water Soluble(10%) s © T | |
| |
Bt AR IEUY | | | | |
Machine Vertical Machining Center
1.8 1.81 1.82 1.83 1.84

TFRE Drill Hole Dia.



.)‘— h,bn U Metric Screw Threads

GUTWE'ﬁ Recommended Drill Hole Size

VP-NRT
Qh’eggg? B JIS2#K Former Jis class 2 gn Em:ll g}i}i Z::re)r) VP-NRTS IT-NRT
i) i i) BE i Bx
M 1 x0.25 0.90 0.92 0.901 0.920 0.90 0.92 0.89
M 1.2 X0.25 1.10 1.12 1.101 1.120 1.10 1.12 1.09
M 1.4 Xx0.3 1.27 1.29 1.270 1.294 1.27 1.29 1.26
M 1.6 X0.35 1.44 1.48 1.440 1.466 1.44 1.48 1.43
M 1.7 X0.35 1.54 1.58 — — 1.54 1.58 1.53
M 2 X04 1.81 1.85 1.810 1.840 1.81 1.85 1.80
M 23 x04 2.11 2.15 — — 2.11 2.15 2.10
M 2.5 X 0.45 2.28 2.33 2.280 2312 2.28 2.33 2.27
M 2.6 Xx0.45 2.38 243 — — 2.38 243 2.37
M 3 X05 2.76 2.81 2.762 2.798 2.76 281 2.75
M 35 Xx0.6 3.20 3.26 3.202 3.242 — — —
M 4 Xx0.7 3.65 3.70 3.63 3.67 = — —
M 5 Xx0.8 4.59 4.66 457 461 — — —
M 6 X1 5.48 5.57 5.45 5.50 — — —
M 8 XxX1.25 7.34 7.41 7.34 7.40 — — —
M8 X1 7.48 7.57 7.45 7.50 — — —
M10 X 1.5 9.18 9.28 9.19 9.24 — — —
M10 X 1.25 9.34 941 9.34 940 — — —
M10 X1 9.48 9.57 947 9.52 — — —
M12 X 1.5 11.18 11.28 11.19 11.24 — — —
M12 X 1.25 11.34 11.41 11.34 11.40 — — —
Mi12 X1 11.48 11.57 11.47 11.52 — — —
B1=774HBRU uniied coarse screw Treads
2BRUATIVR for Jis class 28 drill hole dia
: VP-NRT VP-NRTS
e BX e BA IT-NRT
Min Max Min Max

No.2-56UNC 1.96 2.02 1.96 2.02 1.95

No.4-40UNC 2.52 2.60 2.52 2.60 251

No.6-32UNC 3.09 3.17 — — —

—_

C EROTREFE. HEIMFCLVEREUETOT BRELTT ALY,

CFPRBIEHEIM - B BRTEZCLUBEPUEDIELEDYETO
THUMIOLERETEL,

. MAMEEERTEE. TREBRERZOHOHFPEFTYT, BNICEDETRE
EFEL,

CFREPY, SR OThEFHDE. PTTILVORRICEVETOTS
EBRTEW,

AT-NRTOTRIZU—7ZEU/ZEDOIHEVMETT,

T-NRTIZE2 by 7O—ILEVOTFTRETY,

N =

oo A~ W

. The proper drill hole size may change due to material variety. Use the

recommended drill hole size as a benchmark.

. As the hole diameter may vary by behavior of plasticity depending on

the material, hardness and shapes of workpiece, the hole diameter
should be determined through trial tapping prior to final machining.

. A larger drill hole size is better for extending tool life. Select a drill

hole size based on your particular application.

. To avoid tapping trouble,correct hole must be maintained free from

warp, deformation, stagger and the like.

. The hole for the IT-NRT indicates a target value using a reamer.
. The hole sizes for the IT-NRT are aimed at complete top rolls.
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EHJ:O)IT:‘I"J |'“ Instructions for use tDﬁIJ%ﬁﬁiﬁﬁ Recommended cutting conditions

?ﬁﬁ“ﬁg Work Material

EIEED EHDIRRER. (e 5 v TERRICUHT SR T L,

t)J'ﬁUiSE(m/min) Tapping Speed

Check the forming condition in the same way as for conventional taps.
{E 5k =8 Low Carbon Steels ~ C0.25% 10~40
ATIURIX. TIN-NRT, V-NRTER—TFI7UHIERERF I, |28 vedium Carbon Steels C0.25 ~0.45% 7~15
- 7z 1/ o v}
({BL. IT NRTI;&ED‘ME—C?° P1 45’3?-_“) =ik 3= High Carbon Steels C0.45%~ 5~10
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) E &4 Alloy Steels SCM 5~8
BIDEEE S, B DR VKBS T, X, | Hedened Stecis ~ 3SHRC 3~5
KB ERRIDERZHEEUE I, ATV A stainless Steels sSus 5~15
Highly lubricating water soluble coolant or non-water soluble coolant is 5 —_
recommended for the coolant. ] Copper Cu 10~30
“ - ~ i - B A %Y Brass, Brass Casting Bs- BsC 10~30
W N -
ERHEIMEORS !3:\ 35HRC L’{-FEE-;(LEm LTFEL, i - FE[FHY) Bronze, Bronze Casting PB- PBC 10~30
Hardness of the applicable work material should be 35HRC or less.
Z)V=Z D LEHER Aluminum Rolled AL 20 ~50
o -
BE R 7““/9 (& Iﬂﬂ‘lﬁ@ﬁ%’)%@’éﬁﬁﬁ LT, FIVEZOLEEEY Auminum Alloy Castings ~ Si16% 20~40
Select the machine and the holder with sufficient rigidity.
A5 Zinc Alloy Castings ZDC 10~30
BRULYYTTFRIMTIAKERVIL - V-7 o™ g a
Recommendations for drills and reamers for forming taps. — m

NEXUS-GDS(¢1~12)

—

WDO-5D(¢2.76 ~20)

NEXUS-GDR(g¢2 ~12)

e J‘

WDO-3D(¢2.8 ~20)

fa = = )
MRS-GDL(¢0.5 ~3)

= &
e, CNSOERME0.0IMMEVT
WX-MS-GDS(¢90.2 ~5 e . .

S(00.2~9) | i D EELCHDET. BELIYT

—— K EX-8US-GDS(¢0.5 ~32) OFAMIICRETT.

EX-GDN(¢0.5 ~6 ——— Th duct tocked i

(0059 NN R R 0.0Tmm increments. They are
e e S S ) S suitable for drilling operation for

EX-SUS-GDR(gp2 ~32)

e -

NF-GDN(¢3 ~13)

forming taps.

CRM(¢0.3 ~13.05)

EX-SUS-GDN(¢1~1.99)

= —— b

VPH-GDS(90.5 ~20)

G ATz~

/M meicsmhnipic
Q@ILEA(FRATIRIL BT IBRYHBIDT. L OEEZ BERIRENVRELAS BEEICERERIELT
THN—REAH R RLUEEFALTTE, TEL,

@M HEREF TEIOOHENTTE, O EICHFEMABVTTE,

* .wb)<fli§$?3b5m‘?'l"éh\o OMIFICTEDTERBET>TTEN,

T442- 8543 BHRL) A 7 F3-22 ©(0533)82-1111  FAX(0533)82-1131  \ OTACUMAN B LS EBERLL TR %
FEdr ]

T143-0025 RRMAMARAERAS-254 B(03)5709-4501 FAX(03)5709-4515 Safe use of cutting tools

¢§B*§¥§B .Uhse szfe@y cover, safety glasses and safety @Stop cutting operation &mmediately if you hear
T465-0058 BHEENHRREEMI-9  B(052)703-6131  FAX(052)703-7775 @D ot touch cutting eiges with bare hands.  @Da not madity 00 -

@Do not touch cutting chips with bare hands. Chips @Please use correct tools for the operation.Check
ﬁ%ﬁ"é"#%ﬁ will be hoi' after cuning. dimensions to ensure proper selection.
T550-0013 KPRTTAERHAT2-18-2  7(06)6538-3880 FAX(06)6538-3879 5top outting when the 190) beoomes . /

RN A - . = N = H 5
il & B(022)390-9701 & K #(046)296-1380 4 m 7(086) 241-0411 ‘i;%;;;;%—; g%ﬁ?;ﬁigﬁo'(m}i?@t FEa<EHEOY
L m(024)991-7485 # [@ 7(054)283-6651 M 7 (087) 868-4003 = °
i’f i 228;2;?22‘332? i J*ﬁ ggggg;‘)‘g;l;é} g‘i '% ngggggz-gﬁ @ Tool specifications subject to change without notice.
F 3 B(0266)58-0152 = B 2 (0566)77-2366 1tnms0Hoa(093)474-5485
i £ &(0270)40-5855 #HE B(052)703-6131 HE & 2 (096)386-5120
FHE 2(028)651-2720 B B B(058)259-6055 HIBGSTZ (03)5709-4501 o
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