This tap is especially designed for tapping hardened steels with hardness 50HRC . . .
or higher (alloy steels, die steels, tool steels, etc). S50HRCULLOBASR(ES LM, 51 XM, TEHRE) DL UIAITICRETT,
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8330029|M 2 x0.4 40/12| - |3 |3|§8 512400, [8330115|M12 X1.75 sTD|0H3 82|29 | - | 85 = 75/28,900 ﬂig%
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1.Make sure to select the correct cutting speed and cutting fluids. Tapping paste is not recommended.

2.The VX-OT is designed for machine use only. Tapping by hand will cause chips to get stuck between
the tool and the work material, and result in chipping of the taps.

AT VA 59541 =i FIVS|PIVE |20k | BGE| F& | NiEt | HE (L | #mEe

R : “': = 4 O Eu =] s ¢ EI ik s
e s @ (T B By B R g | B0 e cewncewh| o0 | A% | A% B0
Low |Medium| High | Alloy Hardened Steel Stainless| Tool | Cast | Cast | Ductie | Copper | Brass | Brass | Bronze |Aluminum|Auminum|Magnesim| Zinc [Titanium| Nickel | Thermo | Thermo
Carbon | Carbon | Carbon | Steel Steel | Steel | Steel | lron | Cast Casting Rolled | Alloy | Alloy | Alloy | Alloy | Alloy |Setting | Plastic
Steel | Steel | Steel Iron Casting | Casting | Casting Plastic

C |C025%| C
~0.25%|~0.45%(0.45% ~|

25~45|45~55|50~60
HRC | HRC | HRC

©)

SCM SUS | SKD | SC FC | FCD | Cu Bs BsC PB AL |ACADC| MC | zDC

A.B.C.D=1Z#7EfM A.B.C.D=Standard stock item.
O=%ECEEERER [J=Stocked by specific distributors. Contact us for price & availability. | §51






