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Eiﬁa “/ 7@%@%* Expands the range of thread-rolling taps
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A superior thread-rolling tap that stably makes threads without creating cutting chips. Its adoption rate
in nonferrous materials is approximately 90%, in terms of the number of machined holes. In contrast, its
diffusion rate in steel materials is 20% (per OSG data). The S-XPF is a new type of thread-rolling tap that
eliminates the obstacles associated with thread-rolling when tapping in steel materials.

BRI A ER ! %R RSB RENIE(C KD, BB Reduces friction resistance! The S-XPF has significantly

reduced friction resistance by adopting a special threading

?ﬁm%j(f.?({E}ﬁfjéCClCEiIﬂo %@:‘fﬁ%%\ ?IJE;E:%H_’. 40% design and a special surface treatment. This results in a
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sm@) | ?LF;E reduction in torque of 40% from the traditional product
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and a considerable suppression of heat generation(See

TlEW IR TH oI 3EHRCOD A o KEY A XD the example below.)! It facilitates previously difficult

applications such as 35HRC steel materials and thread-

sy III] Z85I1CU. [KBMMHEZE>cER(E rolling of large diameters, and enables high-speed operation
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using water-soluble coolant while attaining an even longer
tool life.
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Reduces machining torque. Enables thread-rolling in low-lubrication environments.
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Work Material SCM440 (30HRC)

AN @7.4X20mm G&ED)

Hole Size (Through)
RQUITRE 16mm(2D) (1kb)

Tapping Length (Blind)

YIHLERE ; .

Tapping Speed 15m/min(597min-)
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Coolant Water Soluble Chlorine-Free (10%)
fEFREA MERYZVTEVS

Machine Vertical Machining Center
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Heat generation has been reduced by 20%, improving tool life.
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Work Material SCM440(30HRC)
TR $9.4X25mmGED)
Hole Size (Through)
RQUITRE 25mm(2.5D) (i@&b)
Tapping Length (Through)
YIHLERE ; .
Tappin;gpeed 20m/min(637min-)
SR N—Z ~Ef

Coolant Paste application
et SITIVR—)LEE
Machine Radial drill press
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A thermograph image taken immediately after tapping
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Heat remains in
the workpiece.
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The generation of heat on
the workpiece is suppressed
during machining.

fth# & Competitor S-XPF
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* To photograph the process, machining was carried out by applying paste instead of using coolant. However, during normal machining, coolant should be used.
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Taps 30HRC material using water-soluble coolant. Making the impossible possible.
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Work Material SCM440 (30HRC)

TR $9.25X19mm G&b)

Hole Size (Through)
RQUITRE 19mm(1.9D) (1Eh)

Tapping Length (Blind)

YIHLERE ; o

Tappinngpeed 15m/min(477min")

SIHHE] KAMEYIREE ERTU— 1015
Coolant Water Soluble Chlorine-Free (10%)
fEFAREA BRI twyy

Machine Horizontal Machining Center

AIITEL Tapping Holes (Holes)
0 290 490 690 890 1,900 1,?00 1400 1,§00
1,3697¢ (Holes)y GP-OUT
S-XPF
1,4485% (Holesy GP-OUT
27 (Holes) GP-OUT
HERER

Existing Product

27\ (Holes) GP-OUT

ﬁ’g@ﬁkﬂ'. Unlimited operation in the unmanned mode
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The S-XPF is designed for superior machining in a stable manner.
The S-XPF is a thread-rolling tap! It does not create
cutting chips, making it a stability-oriented product that
is naturally immune from cutting chip problems. Thanks to
the reduction in machining torque and long tool life, this tap
provides peace of mind in unmanned machining operations.

ECO ‘: t z- th ! Offers eco-friendly solutions!
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The S-XPF works with chlorine-free coolants.

The low friction resistance of the S-XPF expands the
range of work materials that can be machined with
water-soluble coolants, and also improves its durability
when used with chlorine-free coolants. The S-XPF is
eco-friendly!
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By popular demand, the S-XPF series has expanded its product offering!
ATV UAH (SUS) Y SEEEH (SPCC) BEIL I PO I ABEEDZIR T L AR
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The XPF series has expanded its offering of small diameter sizes M6 and under, which are ideal for stainless
steel (SUS) and cold rolled steel (SPC) applications of thin stampings and precision machinery

MNYOBBIBRMIICRBEL/MEY A XEM!

New addition of small diameter sizes, ideal for precision component manufacturing!

M1~ M2.6ZiEM

New addition of M1 to M2.6 sizes

FHIROMLICEELBFEZ41L%ZEM!

New addition of 4-thread chamfer, ideal for tapping thin stampings!

* HRICE DB EINH AT HE (41U - 211)

Multiple variations are available based on application (4-thread or 2-thread chamfer)
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Tool life has been prolonged by the reduction of abnormal tool wear, adhesion and heat

*HRUDNVZMHT SBROBRELERRLET

Superior part guality is achieved by the reduction of burrs in the internal thread



g >4 I - Ideal for those who demand higher speeds, higher
b ( = efficiency, and longer tool life
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Eﬁ * EE&*”“I High Speed- High Efficiency Machining

FAIT—ILEZSHEICEREBIT D EICELD, BN For internal cooling, every coolant groove has a coolant hole
N in order to attain superior lubrication and cooling. This feature
Tuﬁ/‘%xﬂﬁtl‘%fﬂﬁﬂ%ﬁ 5;&73‘(*’?3—0 D enables a combination of higher speeds, higher efficiency, and
=i, = higher durability, Iting i i t f .
xﬂ%(t.ckb\ 3b|L|E_|J_ I—Jﬁg$tlﬂﬁwi|"f b@ﬁ_L igher durability, resulting in superior cost performance

ZRIFL. BNCOAMNT RV RAZEFELEX T,

Ecology & Economy
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In addition to reduced CO= through high efficiency (see
graph below), this tool contributes to reducing environmental
impact by machining with internally-fed, chlorine-free, water-
soluble coolant, as well as through MQL (minimum quantity
lubrication). While achieving these environmental feats, this
tool also obtains economic results by reducing electrical
consumption as well as coolant purchase and disposal costs.

B OIL-S-XPFDIE ML I{EERICED . COHFEEZXIBICHIRT DI EDHRE T,

Thanks to its low-torque specs, the OIL-S-XPF significantly reduces the CO= emission volume.
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. wgﬂﬁlm”ulz%nﬂ IE.LI: AN IEY Tapping Holes (Holes)
Internally-fed coolant improves tool life 0 1,900 2,900 3,900
fERTE
Too M10x1.5 PuBRiH 2,0507 (Holes) BRX e
REIAE nterna _
Work Material 5CM440 (35HRC) OIL-S-XPF 1,9467 (Holes
> ( ) Breakage
TR $9.3xX24mm3ED)
Hole Size (Through) ——
UL CEE 20mm(2D) (£D) PaBBitc;H 7507 (Holes) EFREA
s e Biind) Internal Excessive Wear
2 fiidtA |
Eﬁgﬁgpeed 10m/min Competitor A 3007 (Holes) %Esﬁve Wear
SIEHE B HEl ERT7U— 205 .
CooI;nt zj\falﬁallistgl,ﬁglgﬁj Ch%rlneJFree (5%{) WEB,‘ﬁﬁ;H] 1,153JX (Holes) gﬁ*
Rt BRI gty internal Excessive Wear
Machine Horéontamachining Center ﬂiﬁ‘iB 1,5659% (Holes, B .
. - Competitor B ’ I\ ) Excessive Wear
KB HRIN I Z{7 o1 EH|TT. SCM440(35HRC) THI2,0007%0D
MINTET U, B Y=V TRy THEGRM I3 ERRED IR 137 Holesy  HTIR
BEODBETTH, AEHEHICUBIC LD REL HA R RIBLE T, Internal | Breakage
Here is an example of water-soluble coolant machining using OIL-S-XPF containing ﬁiﬁic 38T (Holes) i
coolant holes. It tapped approximately 2,000 holes in SCM440 (35 HRC). Ordinarily, Competitor C Breakage
externally-fed coolant on horizontal machining centers results in poor coolant feeding,
however, the OIL-S-XPF performs stably thanks to its internally-fed coolant.
BAEER R EENITEICEREL BIIITER Tapping Holes (Holes)
Internally-fed coolant and selective machining conditions further improve tool life 0 1 ,900 2,900 3,900
fEATE 5
T?Eg]ﬁﬁ MT0x1.5 n}gtnﬁ;lm 2,7047 (Holes) gzgsive Rubbing Noise
4 nterna
Work Material SCM440 (35HRC) OIL-S-XPF 2,950 (Holes ’
T $9.3x24mmGaED) i I\ ( ) Excessive Wear
Hole Size . (Through) AIER%ESH — 2UHK
RUITES 20mm(2D) (IEb) ieree] 777 (Holes) £ otciva Rubbing Noise
Tapping Length (Blind) ﬂﬂ*iA - =
Eggﬁipeed 20m/min Competitor A 447 (Holes) Excessive Rubbing Noise
SIHHE] KAMGIEIEE EFTU— 2018 R4S - b/l
Coolant Water Soluble ~ Chlorine-Free (5%) "}’nﬂgﬁg,ﬁ 4217 (Holes) Breakage
fE BEYY=—vItEUs B -
Machine Horizontal Machining Center Coﬁtj'(:itor B 2007 (Holes) Ecﬁsjscive Wear
FROOIL-S-XPFT I IRHOEEZITHEHITT, tIEIREZ10m/min— R4S - iFia
- e = i " i 17% (Holes)
20m/min&2fEIC EIFTVET, OIL-S-XPFRER(LTDTEICKD, ZOMAMEE Internal Breakage
ETHICRELET. Fhe F-R020m/min) FCONBSRI THRTE UL, ftistt C 57 (Holes) IR
. ) - - . - Competitor C Breakage
Here is an example of changing the machining conditions with OIL-S-XPF containing
coolant holes as previously described. The cutting speed has been doubled from 10 HRLOS
m/min to 20 m/min. The OIL-S-XPF's durability is brought into full play during high- yg;liﬁ;iﬂ 17% (Holes) gcﬁsﬁve Wear
speed operation. Under identical conditions (of 20 m/min), machining with externally-fed s =
coolant was not possible. ﬁ*ﬂn 17 (Holes) EfX
Traditional Product Excessive Wear
LY & o |
f,-/ L /
/ IN JJV// //"--'J rKJ‘
WYEI Y T (A ERGH) b S DYIEZFH| MIIIE Tapping Holes  (Holes)
Example of switching over from a cutting tap (with externally-fed coolant) 0 500 1,000 1,500 2,000 2,500 3,000
fERTE fEREE S v T M16X1.5 q
LS OIL-S-XPF M16X1.5  [Stidicaeittion p\l:gm,lm 2,6407 (Holes) nmx
WHIE nterna
Work Material S50C (90HRB) OIL-S-XPF 2,7 103 (Holes) ﬁﬁé
v 015.25X48.5mm(ED) | 914.5X46.5mm(LED)
Hole Size (Blind) (Blind) HEBsaih - Bk
RUICRE 40mm(2.6D) (LEb) 39mm(2.4D) (1Eh) External 9457 (Holes) Excessive Wear
Tapping Length (Blind) (Blind) ERIE Sy
SIHLEE 15m/min(298min-) Conventional Cutting 1,0607% (Holes) Gauge-OUT
Tapping Speed Tap
HIREIHA] AKBMELIRIME EFRTU— 1015
Coolant Water Soluble Chlorine-Free (10%) ERE 5 v I TlE
{ERE WREYY=UItYS IEDTREBECEID < S hissE B Teth s
Machine Horizontal Machining Center MINVOBLER é g
B3R, Y1815 v 7 (HER4E3H) Z@EALTLBIIICH LT, OIL-S- " CTaio ncresses becaues cotting onps 5%
XPFIC & ZHBBEHICHIE X BEDEFTT, FID<FRSTIL acaumuate s i bottanof the Iy
ZHRUC. RELIEBLMAEEZRIET D EDHEI L. 7"
Here is an example of switching over from machining with a conventional cutting N
tap (with externally-fed coolant) to the OIL-S-XPF with internally-fed coolant. The m

OIL-S-XPF was able to eliminate cutting chip troubles and achieve a high level of

durability in a stable manner.
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tap Tapping torque curve of Conventional cutting tap
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e reduction of burrs

pr— VU FEEEZR Burr Occurrence Rate (%)
FERTE RSy T M3X05 4P N
Tool S-XPFM3x0.54P | Conﬁvtnti{)nal Form Tap 0 ? 1‘0 1‘5 29 %5 39 3‘5
WHEIE Bk =
Work Material Braﬂs«s S-XPF ,\U§E$|
TR ©2.76x3mmGED) - ﬂcﬂhﬁ'ﬁﬁ_-ﬂ
Hole Size (Through) Larggf I'tﬁﬁ\:gt‘o
RUITRE | 3mmGED)
Tapping Len;;th (Through) ﬁ*ﬁﬁg‘yj
Conventional
LIHLERE EIVN:| Form Tap
Tapping Speed | Proprietary
LHEIHA] B LT HE A
Coolant Non-Water Soluble
et SR
Machine Specialized Machine
I—YETORBEALDEFTY, HRUICNSENUDNFELELREGD LD

FECTUIH S-XPF[BfIE41U] ZIRATHEHICKD. NUREFRN26.3%
5 2%ICKIRIER. AT E(E. 30,0007 _ERTRET Lico

User testimonial: The frequency of burrs was a major quality concern for the end user. After
switching to the S-XPF tap (4-thread chamfer), the burr occurrence rate has decreased
significantly, from 26.3 percent to 2 percent. Moreover, the tool life of the S-XPF was stable and I
consistent, capable of tapping well over 30,000 holes. N
N\NUsb

Burr with conventional form tap

INUIEL
No burr with S-XPF

erior performance in small diameter threads in hardened stainless steel (35 HRC) applications!

FEETE M2x0.4 2P RITVPA RRAT Y UVARZYIELRE 10m/minTy vy E>Y T UTcE6ITT,
Tool ' fEttRICH LB LORFmZERIELE L.
3750%:{*3 %erial SUS420 (35HRC) dA; uabf:l:ﬁlsnfoi?ﬁfzdvoefrgt?sr:ég@oﬁ L;r:;:dl::;g:.sitir: stainless steel, the S-XPF is able to attain more than
TR ®1.83X10mmGED)
Hole Size (Through) —
RUITEE | 5mm(2.5D) (D) BITINEK Tapping Holes L)
Tapping Length (Blind) 2,900 4,q00
YIEIEE ; -

’ 10m/min(1,590min"")
Tapping Speed S-XPF 4,0007 (Holes) ?ﬁtﬁj R
SRR HBMIEEE BEFTU— 108 ontinue
Coolant Water Soluble Chlorine-Free (10%)
Bt ARV S — =
Machine Vertical Machining Center Coﬁtjéér A 1,8007X (Holes) #ffi8 Breakage

BENEITY T

imizing Production Efficiency

fEHATE S-XPF M3X0.5 2P ‘ﬁ*ﬁﬁiﬁ&yj M3x0.6 2P SXPFZZHBAL. VHIREZ1. G{IEIIICJ:Ij:‘%%b\tH;EaE Ufe,
e 27 Comventional FormTap_ ¢ SRR IC AT B R BRAZL LOEREEDE U,
WHIE X S45C The S-XPF is able to increase tapping speed by 1.6 times and attain longer tool life than a
Work Material conventional cutting tap.
T $2.76X6mm(LED)
Hole Size (Blind)
53T ray 4 T )
E;ﬁﬁi;h mm%ﬁnbdg YIHIEE Tapping Speed (m/min)
SIHERE 10m/min 6m/min 5 10
Tapping Speed (1,060min") (640min™)
SR KAEYIHGRE EF7U— 1018
Coolant Water Soluble Chlorine-Free (10%) S-XPF 10m/min
et SR
Machine Specialized Machine
{LZ;EEE_’J'y?’ 6m/min
P 1.6t




WGl UV IE ST i BT E !

Applicable in a wide range of materials!

EATE MIx0.25 2P BEMICENZSPCCHEEDTLR
jcc] i Mhoe AESNEIOLEYVITTY
I SCM440(35HRC) | SUS420(30HRC) SPCC C2801P ., AFVUVAMPERLEEDEL
Work Material JOLTEUT TV ATV AR EE SR Bk WAHRIC{EHTIEET T,
Chrome Molybdenum Alloy (SCM) Stainless Steels Cold Rolled Steel Brass . .
From the highly ductile carbon steels to
TR »0.89 ~0.90X4mmGED) processed chrome molybdenum alloys, and
Hole Size (Through) stainless steels to brass, the XPF series can
RUICES 2mm(2D) (ED) excel in a wide range of materials.
(&
Tapping Length (Blind)
et 5m/min(1,590min") 10m/min(3,180min")
apping Speed
LIEHA] KAMHRE BERTU— 1015
Coolant Water Soluble  Chlorine-Free (10%)
fEFAREA MRV IEVY
Machine Vertical Machining Center
BDI/'T%I Tapping Holes
5,000 10,000 (Holes)
sSCM440 3,3077 (Holes) 718 Breakage
sSuUSs420 10,0007 (Holes) BT HE continue
SPCC 10,0007 (Holes) BT HE continue
c2801P 10,0007 (Holes) HRBEATHE Ccontinue

RS IR THISDFEAL

Trouble-free, unlimited unmanned operation

BATE BRIU—KBEHRATONRY YT
M3xX0.5 2P M4Xx0.7 2P M5x0.8 2P . = =
Tool 8x05 ° °x08 MTICHNTH, [REEMAERE] &
WHIE SCM440 (35HRC) [B#E(35HRC) DREMI | ZREL
ﬁji( e $2.75X11.5mmGED) | 3.65X12mm3@Eb) p4.6x12mm3GED) FU. R DA sl o, Bt
VAN /92X 11.omm .BoX12mm .eX12mm RS DN (DL S =SnNZ{F(-
Hole Size (Through) (Through) (Through) E‘?{fp@i?& L‘,‘ﬁé?ﬁ ij@;ég}* 2
RUICRS 75mm(2.5D) 1ED) | 8mm(2D) (IED) 10mm(2D) (1Eh) UeRam A=D1 I o
Tapping Length (Blind) (Blind) (Blind) Even when using small-dlame_ter ta_ps with chlo_ruje-
RS frefi water-soluble coolant, it 2chlevl;ald a "deflnlte%
IR H in- H - H in- performance improvement" and "stable tapping o
Tapping Speed 15m/min(1,590min"") 15m/min(1,190min") 15m/min(956min”) high hardness (35HRC) material". As the thread
N B3y 13 _ size increases, the disparity between the S-XPF
LR 7J<V'F Ii{t)gﬁlﬂﬁﬁﬂ Cﬁ?ﬁ.j% ]185:': and the traditional products increases due to the
Coolant ater Soluble orine-Free (10%) increase in the amount of plastic deformation and
{BFAREAR IR IeVS resulting changes in the amount of generated heat.
Machine Vertical Machining Center
DDI/’T%& Tapping Holes
1,000 2,000 3,000 (Holes)
e x
S-XPF 3,6007% (Holes) gﬁssive Wear
M3x0.5 i
an VIV =
Traditional Product 2,8007% (Holes) ##fl Breakage
S-XPF 2,000 (Holes) EEFEKX Excessive Wear
M4x0.7 S
Traditional g::duct ]’OESR(HDIES) ;ﬁiﬁ Breakage
S-XPF 2,545 (Holes) EEFEK Excessive Wear
M5x0.8

HER

Traditional Product 4417 (Holes) 118 Breakage
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EBEEIEITIEES-XPF !

The more demanding the work, the more you will reach for S-XPF Taps!

I ITDI715 sy IDrEIhX

17 times the durability of cutting taps. Expands the range of form taps.

EATE S-XPF ﬁ*iﬁiﬁ&yj’ A ({5}b9y7 RUILTERT Tapping Length (m)

Tool = MBX1 2P Traditional Form Tap Spiral Tap 0 20 40 60 80 100 120 140
MBX ] MBX ] | | Il Il Il Il Il

MHEME | 545C(90HRB) - 113m BFEA Excossive Wear

T »5.55X25mmQ@GED) #5X15mm(Eh) 119.2m E#EX Excessive Wear

Hole Size (Through) (Through)

RUITRE | 18mm(3D) (1Eh) 12mm(20) (1th)

Tapping Lenthh (Blind) (Blind) ??Fﬁﬁyj 32.5m gcessive Wear _I 51:0%&']18 F

IR 15m/min(796min’ ommingaon) | TP | 82.5m|  BEX ‘5 SMTES

T et m/min min') m/min(530min”) Excessive Wear 1_5{E®nbur5g

DHGEE | ACBEEPER R oU—  10f T o eP.OUT 178 DHA1HE

Coolant Water Soluble Chlorine-Free (10%) 1'(45”19‘y7 B . - t! 5 tirges a’-’tpi"g I(fength

{EFAHEAR WERY—VItEUs Spiral Tap imes durability performance

Machine Horizontal Machining Center 6.2m GP-OUT

WYY 20 Ity TORIINIE. MIRSHRAEED ENICKVA, EEOERENEBELSNTVRUL.
UL, S-XPFTIFZDREZE I U7 UCIRBEDMEEZIEIRT DT EICH. HRBEDMA M ZTHEETEL,

On horizontal machining centers, tapping deep holes properly is considered difficult due to the insufficient feeding of coolant in the work area. However, the S-XPF has
solved this problem and has succeeded in attaining superior performance. The outstanding durability of the S-XPF can be is clearly demonstrated in this type of operation.

BAXEMIDORFRILICS-XPF !

Achieve long tool life in large-diameter threads with the S-XPF!

fEHIR M14x15 2P
Tool
WHEIHE
Work Material SCM440 (30HRC)
TR ®13.3xX25mm3&Eb)
Hole Size (Through)
RQUITRE 20mm(1.5D) (1Eb)
Tapping Length (Blind)
YIHLERE ; -
Tappin:,speed 15m/min(341min’)
SIEHE KAMEYIRRE E=7U— 58
Coolant Water Soluble Chlorine-Free (20%)
fEFREA MERYZVTEVS
Machine Vertical Machining Center
= —h - -} x
BEEREENM TN DHEE !
Challenging high-speed thread-rolling tapping work!
R M8x1.25 2P
ool
WHIE
Work Material 85400
A ¢7.4x18mm(1ED)
Hole Size (Blind)
RUITRE 13.6mm(1.7D) (1Eb)
Tapping Length (Blind)
YIEIERE ; _
Tapping’épeed 40m/min(1,600min")
LIEIHA] ICBMELIHIEE BFTU— 1018
Coolant Water Soluble Chlorine-Free (10%)
et WYY =ZvItwvsy
Machine Horizontal Machining Center
7]“17(& Tapping Holes (Holes)
0 190 290 390 490 590 690 790
70005 (Holes) ###%t I HE continue
S-XPF
700J5R (Holes) $#EATHE Continue
RS 2247 (Holes) & Welding
Traditional
Product 2247 (Holes) E#& Welding

fititmCld. SHOERNERMBAZFERALTE 500 ~700NDMWADET
5%, S-XPF T3 1,300 N\ & A RIMERICRTI. CORMIER D, HEID
HFRBEXRZ LT THRDOSY Z VI IZAMRRICEIRT DT £ B0EE. S-XPF
(& RIBHEBILDT7A T4 7 ZEPLET !

The competitor's product could tap only 500 to 700 holes using a coolant that is highly diluted to

five times. In contrast,

the S-XPF could tap over 1,300 holes, successfully reducing costs. This

cost reduction can also be applied to reducing the running cost of the coolant by increasing its
dilution rate. The S-XPF can offer many ideas to optimize your work on the shop floor!

Competitor B

7JI]I7‘Q§51 Tapping Holes (Holes)
590 1,900 1,590
S-XPFE 1,354 (Holes) GP-OUT
ﬂi’}:l:_A 5117% (Holes) ZF U Rubbing Noise
Competitor A
f#tB 7605 (Holes) GP-OUT

SS400%. BV Y Z VItV Y TEHRA0M/MINTII I UIEEHITY,. /EER
TlIIEBDOELEF. S-XPFESEZEVHZMTIUTCH. EENEMT
FRFERFEERLTIEE. MIEQ LETEEEHFHZRIFICERUEUR,

Here is an example of
machining center. The

tapping in SS400 material at a high speed of 40 m/min on a horizontal
traditional product bound up considerably, shortening its tool life. After

tapping almost three times the number of holes, the S-XPF bound up only slightly, and could
continue to work. It simultaneously improved tapping efficiency and reduced tool cost.

7007 INT#&D
EFEIRRR

Wear condition after
tapping 700 holes

2247\NT# D

Wear condition after
tapping 224 holes

=)




W/LESARED = rmilL

fEHTE fEREmEY w7 M12X1.75 K. sy v J (S 8RtaH) ZEALTULSINIICx LT, OIL-S-
Tool liHaE Conventional Form Tap XPFIC &2 MQL(AEREM) [CUIBXTcEBHITYT, ERETIEFT
HRHIME BETHoIMFIFERAZHE(MQAL) S SEXEDREIRIN T EEIR
Work Material SCM420 (%41) ?jggg-o ’ = R = Jﬁﬁ _
TR _ o111 X45mm(_|]:_0) Here is an example of switching »
Hole Size (Blind) over from machining with a
RUTTES 36mm(D) (D) Contentnal oS g oo

the OIL-S-XPF with internally-

1|3 . . fed MQL coolant. The OIL-S-
gﬁgﬁgpeed 40m/min(1,062min") XPF achieves minimum quantity

e N o - lubrication (MQL), high efficiency,
BIEIHE MQL(PIEB#E3H) | KAEIEEE %7 U— 1062 (51864850) and cutting-edge machining,
Coolant Internal Water Soluble Chlorine-Free (10%)(External) which were impossible with the
(B BREIY=VItEUs conventional product.

Machine Horizontal Machining Center

NIDHET-HERISWEBT! !
L HPXDSETE,

YouTube OSGJAPANF v 2L
THREHRTT,

See the machining samples and results on our website!

They are also available on YouTube on the OSG Japan
Channel.

OIL-S-XPF MQLJIT TERERES v 7 KBMEVIHIEFINT

Machining with water-soluble coolant using a conventional thread-rolling tap

| OIL-S-XPF MQLB)E || *ﬁ?kj . JU

ECDcocc/v! WIGALDENR

FHAIE M8X1.25 ($¥5m JHIUTE) HANZERITIEHHET. MQLINTZ{TofcEHITI, S50CT4,0007WZ#EA
Tool (Special Order with Oil Hole) SIMIHARETUE, FVBEIREICKDMAICENETWVDDIE. ERTIF.
WAIE s50C WE DMERDB, BT T 2ROERNAZ TEOERZRY. BETIE
Work Materia TEZOBDDRAMTERZEHTVDEHRLET, MALMI TR, RES
e ¢7.4x23mm{LD) PHREERT TET, KDEBREMIDRBHRET,
AU RS 18mm (2.30) (IED) meohining ueing OIL-SXPF eontsinng soolant
Tapping Length (Blind) holes. It tapped approximately 2,000 holes in
FlIERE . SCM440 (35 HRC). Ordinarily, externally-fed
TEepin SEess 10~40m/min coolant on horizontal machining centers results

— - in poor coolant feeding, however, the OIL-S-
YIEHE MQL 50cc/h(AER#E:M) XPF performs stably thanks to its internally-fed
Coolant (Internal) coolant.
fEFARE W~y =—voteyy
Machine Horizontal Machining Center BHR(EYI—2IL—)

Special order products (Center through coolant hole)
BIEERE HTILZIRES Tapping Holes
Tapping Speed 0 1,000 2,000 3,000 4,000 5,000 (Holes)
10m/mi 2,5007% (Holes) EEFEK Excessive Wear
m/min
3,00075% (Holes) EEFEKX Excessive Wear

20m/min 44,5007 (Holes) PEEFEK Excessive Wear
4,375 (Holes) GP-OUT
3,8067¢
. s 7\ (Holes) e 2 U &K Excessive Rubbing Noise
30m/min e —————— -
3,355 (Holes) ) GP-OUT
i 1,606 (Holes) GP-OUT
40m/min
812751 (Holes) GP-OUT
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[BRSER omensors

XINT#—=I—ERiET YT

NEW SIZES

S-XPF
OHE M1~M2.6 : #FR/\1 X - i

Tool Material 3~ | E’gdselrz metallurgy HSS(CPM) m ﬁ fp—
© RELE va—-F4>7J

Surface Treatment  V coating

Type 1 Type 2 Type 3 Type 4

o L Y L S B R o

Type 5 Type 6 Type 7
- L ﬁ o " ﬂ S , L Lﬂ S
DUQE%E M B :mm  Unit:mm
M (MR 2R |GU0R BTOR | vryoR | YT 70RE Ve ORRB Rk T | EE | RS
TAP Limit 2c L 2 2n Ds oK K Type Stock (Yen)

8321960 M 1 Xx0.25 4P | 30 55| 7 3 5 2.5 1 B 3,890
8321961 M 1 Xx0.25 2P | 30 515 3 5 2.5 2 3,890
8321964 M 1.2X0.25 4P | 32 55| 7 3 5 25 1 B 3,650
8321965 |M 1.2x0.25 2P | 32 55| 7 3 5 25 2 B 3,650
8321968 M 1.4X%X0.3 4P 34 7 9 3 5 25 1 B 3,460
8321969 M 1.4x0.3 2P 34 € 3 5 2.5 2 B 3,460
8321972 M 1.6X0.35 4P 36 8 10 3 5 25 1 B 3,440
8321973 |M 1.6X0.35 2P | 36 8 10 & 5 2.5 2 B 3,440
8321976 |M 1.6x0.2 4P | 36 8 10 3 5 2.5 1 B 3,930
8321977 M 1.6x0.2 R4 2P | 36 8 10 3 5 2.5 2 B 3,930
8321980 |M 1.7x0.35 4P | 36 8 10 3 5 2.5 1 B 3,320
8321981 M 1.7X0.35 2P | 36 8 10 3 5 25 2 B 3,320
8321984 M 2 x04 4P 40 8 10.5 3 5 25 1 B 3,060
8321985 M 2 x0.4 2P | 40 8 105 | 3 5 2.5 2 B 3,060
8321988 M 2.3x0.4 4P | 42 95| 145 | 3 5 2.5 3 B 3,010
8321989 M 2.3x0.4 2P | 42 95| 145 | 3 5 2.5 4 B 3,010
8321992 |M 2.5xX0.45 4P | 44 95| 145 | 3 5 2.5 3 B 2,880
8321993 |M 2.5x0.45 2P | 44 95| 145 | 3 5 2.5 4 B 2,880
8321996 |M 2.6 X0.45 4P 44 95| 145 3 5 2.5 3 B 2,880
8321997 M 2.6 X0.45 2P 44 95| 145 3 5 2.5 4 B 2,880

RR=IA
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6

@ 6

&
bU@E’x“E M {7 :mm  Unit:mm
¥—JLNo. =20 W MR 2R |GU0R BTORY| vryoR | YT 20RE Ve ORAB Roks T | R | A
EDP No. Thread Size TAP Limit 2c L 2 en Ds oK K Type Stock (Yen)
8322008 M 3 X0.5 LS 4P | 46 9 18 4 6 32 5 B 2,710
8322009 M 3 X0.5 2P | 46 9 18 4 6 32 6 B 2,710
8322032 M 4 Xx0.7 4P 52 | 10 20 5 7 4 5 B 2,780
8322033 M 4 X0.7 2P 52 | 10 20 5 7 4 6 B 2,780
8322044 M 5 x0.8 ARG 4P 60 | 11 22 5.5 7 45 5 B 2,940
8322045 M 5 x0.8 2P 60 | 11 22 5.5 7 45 6 B 2,940
8322056 M 6 X1 4P 62 | 10 24 6 7 45 5 B 3,110
8322057 M 6 X1 2P 62 | 10 24 6 7 45 6 B 3,110
8322077 M 8 X1.25 2P 70 |12 — 6.2 8 5 7 B 4,170
8322091 M 8 X1 RH7 | 2P 70 | 12 = 6.2 8 5 7 B 4,710
8322109 | M10 X 1.5 2P 75 | 15 - 7 8 55 7 B 5,080
8322123 |M10 X 1.25 2P 75 | 15 = 7 8 5.5 7 B 5,080
8322135 M10 X1 2P 75 | 15 - 7 8 5.5 7 B 5,640
8322147 |M12 X 1.75| RH8 | 2P 82 |17 = 8.5 9 6.5 7 B 7,700
8322161 |M12 X 1.5 2P 82 |17 — 8.5 9 6.5 7 B 7,700
8322177 |M12 x1.25| RH7 | 2P 82 |17 = 8.5 9 6.5 7 B 7,700
8322195 M12 X1 2P 82 |17 — 8.5 9 6.5 7 B 9,740
8322227 |M14 X 1.5 2P 88 | 20 — | 105 11 8 7 B | 12,000
8322255 M16 X 1.5 ARS 2P 95 | 20 — |125 13 10 7 B | 15,000
B =1Z#7EE&H B = Standard stock item.
1REEM L 32RO UALERO Sy THEREETT, 1. The recommended tap limit corresponds to JIS class 2 internal thread standards.
BAHEOLOFREEIRHIBELE—TIH EYF1 L EORGIC The upper limit of the pitch diameter is the same as the RH Limit. For taps with a
DUTIE. AEBEED12.7umTEEL18umER>TEY EF, pitch above one, the limit will be 18um instead of the standard 12.7um.
2 By TREE DR UBESRIET360TES £ A, 2. TAP Limit does not guarantee thread limit for the internal thread after tapping.
3 BRHEHOES 4P=P (EYRE). 2P=B(LYRH) 3. gc : 4P=P(for through holes), 2P=B(for blind holes)

SHERITRAVSDE TSV, JLIOE Sngti-$-{NloL 137 ESY {s k- 3 1

(MEERER I RN L LIRS ER @RI ENJMl  Taps with different diameters, lengths, and precisions may be specially ordered.
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|| SR %EF Dimensions
MINIE XIND3—v9— &Y % @m
OIL-S-XPF '

O e HSSE
Tool Material Type 1 Type 2
@ XEAIE Va—54>7 -% 8 e g
Surface Treatment V coating B N : ) = ‘ X
== - O T O
2 2k Q( 2 2k Q(
4n
L T L T
hU@Eﬁ M B3] :mm  Unit:mm
MR RE | BUH0RS ETORS | yrvol |V ZORE| VoA ik T | R | RS
ec L e 2n Ds T % Type Stock (Yen)
8322557 M 6 X1 2P 62 8 24 6 7 4.5 1 D 6,200
8322577 M 8 X125 RH7 | 2P 70 10 — 6.2 8 5 2 D 8,340
8322609 M 10 X 1.5 2P 75 12 — 7 8 55 2 D 10,200
8322647 M 12 X1.75| RH8 | 2 P 82 14 = 8.5 9 6.5 2 D 15,400
8322727 M 14 X 1.5 s 2P 88 12 — 10.5 11 8 2 D | 24,000
8322755 M 16 X 1.5 2P 95 12 — 12.5 13 10 2 D | 30,100
D =%E+t> 24— Z#%EESR D = Inventory center stock item.
1RBEMLC 32O h CHYEIRDZ Y THERE T, 1. The recommended tap limit corresponds to JIS class 2 internal thread standards.
BHHEOLEDHFREIIRHIBELR—TIH AEF18ume Upper limit of pitch diameter tolerance is same as RH limit, but tolerance is 18um .
oTsWET, 2. TAP Limit does not guarantee thread limit for the internal thread after tapping.
2. 8y THEEORUBEERETS6DTEBIEYA, 3. c:2P=B

3. Bff&#OKRE 2P=B

L=t S G A-Tolc g SiN [FU - RS - REEVDRFRBEDET,

MCERENS Il I EE LIS E R @I CRII U ENMl Taps with different diameters, lengths, and precisions may be specially ordered.

ERIU—IKAMEHE OIL-s-XPE-s-XPF) - MAL (OIL-S-XPFO#) ICBIF3

® F | [Pt o J Hardness and cutting speed selection image for
= o/ chon
chlorine-free water-soluble coolant and MQL

(HRC)

8
|

S-XPF
&DEEFEIC!

v p_ N R T To the new higher speed operations!

|els1e|\ »I0oA\ JO ssauplieH {‘,l.ﬁ]ﬁﬂéiﬁ

TiN-NRT OIL-S-XPF

10 15 25 30 35 40 (m/min)
HIHIERE Tapping Speed



I| Wﬁ“%ﬁ:ﬁiﬁﬁ Recommended cutting conditions

R®iEO #AO Ideal O Good O

S RUT/UITARYUIL
*&HUHE tﬂﬁ“ﬁﬁ(m/min) Tapping Speed DR Drill for pilot holes
Work Material
10 20 30 S-XPF MRS-GDL Wx-MS-GDS WDO-5D FT-GDN |VPH-GDS
| | | | | |
1K - AR

Low Carbon Steels C=0.4% | 15~40

Medium Carbon Steels

O
I
O
O

OO

=RREM | 02045%|15~30

High Carbon Steels

Szl SCM | 15~30

Alloy Steels

&R EI 30 05~35HRC| 5~20

Hardened Steels

Olojo|o
olo|o|0

Ca?ggels SC ] 5~40 - -
AFYLZAM | gus 5~15
Co-iﬂer Cu |10~30 - — | =] =

=il - =AY | Bs.BsC | 10~30

Brass - Brass Casting

010|010

TWEZULEEEY | Ac.ADC | 20~40

Alminum Alloy Casting

0|0/0|0|Q0,/0/0|0|0
O
Ol0]0|0|0|0|0|0]|0
I
I
I

BINSEHY ZDC |10~30

Zinc Alloy Casting

i COYBIEGEERIE. IER 7 -KEEVERE 2 FERTH580HDTY, Note : The indicated speeds and feeds are for tapping with chlorine-free water

¥ 0 27U LZS T O#EIR SOV TIREX-SUSY ) —X, NEXUSY U —X% _ soluble coolant. ) )
=% \ % : For Stainless Steel to Zinc Alloy Casting on the above, use EX-SUS and
“_*Im-FéI ok TS _ . NEXUS drill series.

*1 ZT/I’ZﬁIEEiZ;*'ﬁﬁﬂJéI’mﬁE&QI?mI?“ ° *1 For stainless steel, use non-water soluble coolant.

#2 FT-GDNDEE : 4D ~5DDHZADEEREE[O] TY, %2 FT-GDN Hole Depth: For 4D-5D, the selection criteria is " ".

I| EHJ:O) 7":‘(7 I~ Instructions for use

D EMDIRRER. (EREGIESY v TERRICHFT TR T E L\,

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

H T7UE(E. TIN-NRT, VP-NRTEE—FNHERAEEF T

The same hole diameter size for TIN-NRT and VP-NRT can be utilized.

YIEGHAE. FERMEDORVKEMEIEERA] I KB hAI OERZHIELE T,

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

A EAEHE. KLY BEOHDHDZERLTTEL,

Select the machine and the holder with sufficient rigidity.

H 7—J0mIE0EMH - F vy JDRIEFICROTRREZEZIDUENSHDE T,

Cutting conditions may change depending on the strength of the work material, machines, and toolholders.

A BEZEREINHRUDIUIER. BITUAS ZF > TERIRCEDE T, (BEESR)

The formed thread has a small slit at the crest (See photo).

12



| [[BUTRAIZAM
'MRS-GDL VPH-GDS

IMBATFVVANIREEY/0biVa=-vayRll  SAERBAVPI—ILRERUIL
Micro-Revolution Small Carbide Drills for Stainless Steels VP-GOLD DRILL for Hardened Steels
IMRER TV D AITEHELTERUIL, %ﬁ"&*’ﬁ?ﬁl \'O(Z FUJ
BRO-T«VJERRTREEULERATYUVANMIDARETY, BVWIANNT A=YV AZFELE T, ' _
The MRS-GDL is specifically designed for small size drilling operation in stainless Excellent cost-performance is achieved through the use of high-quality
steel. Stable machining is achieved through its exclusive geometry and coating. powdered HSS.

| WX-MS-GDS

MR- BRI REEWXYSI0XE=IVRUIL
WX Ultra Small Size Carbide Drill for Precison Operation

—RE I TRVREBIE R UL, $EE5HER - BHRBERED
IMERUIVINIZSHEE - SREERICEIRLE T,

WX-MS-GDS is capable of small size drilling operation efficiently in
precision parts, components for IT industry, etc.

1~M2.6) 2 RUJL Recommended tap drills

B :mm  Unit:mm

ST 0] ol i~ B ' ° .
BN . Thread Size TAP Limit - D D VPH_GDS
8321960 0.9 8577090 3300090 8599009
M1 XxO0.25 09 ~ 092 [ 091 8577091 3300091 8608091
8321961 0.92 8577092 3300092 8608092
8321964 1.1 8577110 3300110 8599011
M 1.2 X 0.25 1.1 ~ 112 | 1.11 8577111 3300111 8608111
8321965 1.12 8577112 3300112 8608112
8321968 1.27 8577127 3300127 8608127
M 1.4 % 0.3 127 ~ 1.294 1.28 8577128 3300128 8608128
8321969 1.29 8577129 3300129 8608129
1.44 3300144 8608144
8321972 1.45 8577145 3300145 8608145
M 1.6 X 0.35 144 ~ 148 | 1.46 8577146 3300146 8608146
8321973 1.47 8577147 3300147 8608147
1.48 3300148 8608148
8321976 1.53 8577153 3300153 8608153
M 1.6 X 0.2 153 ~ 155 | 1.64 3300154 8608154
8321977 1.55 8577155 3300155 8608155
154 3300154 8608154
8321980 155 8577155 3300155 8608155
M 1.7 X 0.35 154 ~ 158 | 156 8577156 3300156 8608156
8321981 1.57 8577157 3300157 8608157
R4 1.58 3300158 8608158
1.81 8577181 3300181 8608181
8321984 1.82 8577182 3300182 8608182
M2 xO0.4 181 ~ 1.85 | 1.83 8577183 3300183 8608183
8321985 1.84 3300184 8608184
1.85 3300185 8608185
2.11 8608211
8321988 2.12 8577212 8608212
M 2.3 x 0.4 211 ~ 215 | 213 8577213 8608213
8321989 2.14 8577214 8608214
2.15 3300215 8608215
2.28 8608228
8321992 2.29 8577229 8608229
2.3 8577230 3300230 8599023
M2.5x 045 228 ~ 233 537 | 8577231 8608231
8321993 2.32 8608232
2.33 8608233
2.38 8608238
8321996 2.39 8577239 8608239
2.4 8577240 3300240 8599024
M2.6x 0.45 238 ~ 243 547 | 8577241 8608241
8321997 2.42 8577242 8608242
2.43 8608243




I
WDO-5D

SR TERBE WDORYIL (BDY1T)
Carbide WDO Dirill with Internal Coolant Supply (5D Type)
F—IRI—FREREDRIHITERUIL,
ASZAMER - TMAMA L - ZEMIZRIRELED,

Low thrust, enhanced durability, and stable drilling have been achieved
through the adoption of a new point form and a new coating!

UTFRIMIAM3LL) #EZ KU Recommended tap drills

FMAABEY VY RRUIL
New Flute Form Solid Carbide Drill

F—ITRI—RFBINEL RU)b,
AR EFHI—MEATRRERERFMZEMILLE T,

0SG's latest drill without an oil hole. Using a new flute shape and a new
coating material, it achieves both high efficiency and long tool life.

FT-GDN
—Ax T REERVIL (517 L)

Carbide Medium For General Application
SUAMTRIBICEVARY A TRV,

BHEIM O T, (XEIMEE. IERICREBTEBERVUILTT,
These carbide drills are tough and withstand chipping, and are ideal for
drilling hard-tocut materials and in low-rigidity machines and lathes.

VPH-GDS
REHAVPI—ILRRUIL

VP-GOLD DRILL for Hardened Steels
SHRMAINAZARY)L,
BVWIANMNT YV AZHIEBELET,

Excellent cost-performance is achieved through the use of high-quality
powdered HSS.

B :mm  Unit:mm

OIL-S-XPF = S-XPF - R L 0. Tap Drill: ED
w—JLNo. | W—/LNo. I 2 ~ &
EDP No. EDP No. Thread Size TAP Limit DO » FT_GDN VPH_GDS
8322008 2.76 | 8632276 A 8580276 | 8608276
— M 3x05 |[RH5 276~ 281 | 2.78 | 8632278 A 8580278 | 8608278
8322009 28 | 8632280 A 8580280 | 8599028
8300032 3.66 | 8632366 A 8580366 | 8608366
— M 4x0.7 365~ 37 | 3.68 | 8632368 o 8580368 | 8608368
8322033 s 3.7 | 8632370 N N 8599037
8322044 4.6 A A 8580460 | 8599046
— M 5x 0.8 459~ 4.66 | 4.62 | 8632462 A 8580462 | 8608462
8322045 464 | 8632464 ® A 8608464
8322056 5.5 8632550 () 8580550 | 8599055
8322557 M BX1 548 ~ 557 | 552 | 8632552 A 8580552 | 8608552
8322057 5.54 | 8632554 ® 8580554 | 8608554
7.36 | 8632736 A 8580736 A
8322577 (8322077 M 8 x 1.25 734~ 741 | 7.38 | 8632738 M 8580738 ~
7.4 | 8632740 A 8580740 | 8599074
75 | 8632750 M 8580750 | 8599075
—  |8322091|M 8x 1 748~ 757 | 7.52 | 8632752 A 8580752 A
- 7.54 | 8632754 A 8580754 ~
9.2 | 8632920 A 8580920 | 8599092
8322609 (8322109 M10 X 1.5 9.18~ 928 | 9.24 | 8632924 ~ 8580924 A
9.26 | 8632926 M 8580926 A
9.36 | 8632936 A 8580936 ~
— |8322123|M10x 1.25 934~ 941 | 938 | 8632938 M 8580938 ~
9.4 | 8632940 A 8580940 | 8599094
95 | 8632950 A 8580950 | 8599095
— |8322135M10x 1 948~ 957 | 952 | 8632952 A 8580952 ~
9.54 | 8632954 A 8580954 ~
83226478322147M12 X 1.75|RH8 |[11.05~11.15 | 11.1 | 8633110 M 8581110 | 8599111
11.2 | 8633120 A 8581120 | 8599112
— |8322161|M12x 1.5 11.18~11.28 | 11.22 | 8633122 A 8581122 ~
11.24 | 8633124 M 8581124 ~
RH7 11.36 | 8633136 A 8581136 A
—  |8322177|M12 % 1.25 11.34~1141 | 11.38 | 8633138 M 8581138 A
114 | 8633140 A 8581140 | 8599114
— |8322195/M12x 1 1148~1157 |11.5 | 8633150 A 8581150 | 8599115
13.25 | 8633325 A A A
8322727 |8322227 M14 x 1.5 s 13.21 ~13.3 : 225 ggggggg N N 8599133
. VAN YAN YAN
8322755 |8322255 M 16 X 1.5 1521~153 e =" 5533550 - - 8599153

O=HEm(BHERXELITHOEHETEW)
A=SZEMIG (YHEEETHOEHET SV

@ = Standard product. (Please contact our sales staff for more information.)
A= 0On special order. (Please contact our sales staff for more information.)
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-r442 8543 FREE)HAE s [73-22 ©(0533)82-1111

FAX(0533)82-1131

RERE

T143-0025 FREPAAREEIA3-25-4 B (03)5709-4501 FAX(03)5709-4515
rhERE SR

T465-0058 ZHEMRARX HEM1-9 a&(052)703-6131 FAX(052)703-7775
FEERE SR

T550-0013 ABRT#EX HHT2-18-2 2 (06)6538-3880 FAX(06)6538-3879
il & =(022)390-9701 & K 7(046)296-1380 & L 2 (086)241-0411
B 1 (024)991-7485 # [E o (054)283-6651 E 2(087)868-4003
# 8 ©(025)286-9503 & # @(053)461-1121 |5 B &(082)507-1227
+ H ©(0268)28-7381 £ JII &(0533)92-1501 A M 2(092)504-1211
# Fh ©(0266)58-0152 & 3 & (0566)77-2366 JAtAM 2 (093)435-3655
M £ @(0270)40-5855 #EHE &(052)703-6131 HE A 2(096)386-5120
FHE (028)651-2720 I £ & (058)259-6055 HREBGSTZ (03)5709-4501
NEF B(042)645-5406 #£ R ©(076)268-0830 thifGSTZ (052)703-6131
JI B ©(048)294-3951 =X # @&(077)553-2012 MELBGST A (06)6538-3880
% W ©(029)354-7017 kX BR 2(06)6747-7041

® = @(03)5709-4501 B H =& (078)927-8212

T 8 iz — &%

(TR OFMHLETHEKRE ) 0 1 2 0 41 598 1

9:00~12:00,/13:00~17;00 + A H £k <

[3222-vavFAX]0533-82-1134 hp-info@osg.co.jp

= SELYT “‘ — 7 I3y
OSG E-mail {2250 gnﬁé—%ﬁé?ﬁ%hgti;}

ASZEOE https://www.osg.co. jp/support/club/lndex php

QL‘% WWW. osg co.jp

/A 22icsmnnEEgIc

OTEEFERTAMIE KIBTIERNI HZDT. L OREF RERBYRELLS EEIHEREFILLT
FTHN—REAH - REMEEEHAL TN, Taw,

O RIEF TELSHNTTE, QI EICHFEMALVT TSI,

@)K TRRF TEhSEWTTEN, OMIHIICTENTERBETo>TTE,

@ T EDTNIN BLE S 15EAERIELTTEL,

&Safe use of cutting tools

@Use safety cover, safety glasses and safety @Stop cutting operation immediately if you hear
shoes during operation. any strange cutting sounds.

@Do not touch cutting edges with bare hands. ~ @Do not modify tools.

@Do not touch cutting chips with bare hands. Chips @Please use correct tools for the operation.Check

dimensions to ensure proper selection.

will be hot after cutting.
@Stop cutting when the tool becomes dull.
QHBIIOVTIE, BICHR -BRET>THVETOT, FELFHZOT
BRAREERTIHEAPHIET,

@ Tool specifications subject to change without notice.
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