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VP Spiral Fluted Tap VP-SFT
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Offers a stable and long tool life especially when working in hardened steel between 35 and 42HRC!
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The high spiral shape ensures smooth discharge of chips.
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Thanks to the high wear resistance and toughness of powder metallurgy H.S.S., stable tapping performance can be achieved.
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EDP NO. Thread Size TAP Limit Lcf L Lc L1 d Lk K Flutes Stock (Yen)
8319269 M 3 x0.5 OoH2 2.5P 46 3.5 19 4 6 3.2 3 [ 2,130
8319283 M 4x0.7 oH2 2.5P 52 4.9 21 5 7 4 3 [ 2,090
8319290 M 5x0.8 OoH2 2.5P 60 5.6 24 5.5 7 4.5 3 [ 2,110
8319297 M 6x1 oH2 2.5P 62 7 29 6 7 4.5 3 [ 2,170
8319307 M 8x1.25 OH3 2.5P 70 8.5 — 6.2 8 5 3 [ 2,790
8319317 M10Xx 1.5 OH3 2.5P 75 10.5 = 7 8 5.5 3 o 3,360
8319321 M10 x 1.25 OH3 2.5P 75 10.5 — 7 8 5.5 3 [ 3,360
8319330 M12 x 1.75 OH3 2.5P 82 12 = 8.5 9 6.5 3 [ 4,360
8319334 M12x 1.5 OH3 2.5P 82 12 — 8.5 9 6.5 3 [ 4,360
8319337 M12 x 1.25 OH3 2.5P 82 12 = 8.5 9 6.5 3 o 4,360
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7J|]I F— Machining Data

O=1Z#7#EMR @=Standard stock item.

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.M4 = Thread Size = M6 : with male center.
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The powder metallurgy HSS and V coating offer excellent wear resistance, enabling a long tool life of over 500 holes.
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The powder metallurgy HSS and V coating enabled the use of water soluble cutting fluid while working in hardened 30 HRC steel.
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S— R AS R = . shoes during operation. strange cutting sounds.
.:JJJ/*\Lmﬁ::;?g;ffﬁ?ﬁf{ﬁbf(téb\g .;TET}:;;EBD AT @Do not touch cutting edges with bare hands. @Do not modify tools.
Nl "\‘*f b T o A% o o,° @Do not touch cutting chips with bare hands. Chips ~ @Please use correct tools for the operation.Check
O FERFTEDSLNTFAL, OINTLHICT RO EMRBEToTTA, will be hot after cutting. dimensions to ensure proper selection.

ASafe use of cutting tools

@Use safety cover, safety glasses and safety @Stop cutting operation immediately if you hear any

@Stop cutting when the tool becomes dull.
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