The design of this tap helps eliminate flute clogging of horizontal machining BB T A TRELRPTVNKTOLP HRAHEH SR RE

centers, and provides stable and efficient operation. Li-t4eErBoh%d,
TH1037 A5

MACHINING CENTER TAPS (LONG SHANK) vy:yﬁtygm Dya“y-\’yaﬂg
EX-MCT

SEpss =5
= Y wraon

OV—UDFHBIFP2ZECEI LT,
#fi:mm  Unit:mm See page 2 for explanation of icons.

ﬁﬁiéa | 2t 2R aURE TR e s [en e eene] PR o | A |2 U R E R o | E e

S0 ANOMIN RSN Grade |TAPLinit| 2c | L | 2 | on | Ds |Flutes|2d stock| Weight | (Yen) |  [EalENOMRNGIGERRSTEN Grade TPLint| 2c | L | 2 | on | Ds |Flutes|%®™|stock| Weight | (Yen) @
20515|M 6 X1 sToloHe 120/ 19| 29| 6 |2 | — 26| 2690| |20596|M16 x 1.5 |STD|OH3 150 32 | 52 |125| 3 | — 142| 9,070 " o
20523 |M 8 x1.25 120 22 | 37 | 6.2 = 31| 3290| |20604|M18 x25 |STD|0H4 200| 37 | 55 |14 | = 236/15400 ﬁ;g
20532|M10 x 1.5 |STD|OH3 150 24 | 41| 7 - 49| 5330| [20612|M18 x 1.5 |STD|OH3 200| 37 | 55 |14 | = | 24115400 :lﬁ b
20540|M10 X 1.25|STD |OH2 150( 24 | 41| 7 E 50| 5330/ |20620(M20 x2.5 |STD|OH4 200| 37 | 58 |15 L= 272/19,500 TJ- g
20548 |M12 X 1.75 3p 150| 29 | 48 | 85 —Ip 70| 6,780| |20628|M20 x 1.5 |STD|OH3| 3P | 200| 37 | 58 |15 4l D | 277/19,500 :f o
20556 |M12 X 1.5 150| 29| 48| 85| 3 E 70| 6,780| |20636|M22 x25 |STD|0H4 200| 38 | 63 |17 | = | 33821300 /L
20564 |M12 X 1.256 sToloH3 150/ 29 | 48| 85 - 71| 6,780] (20644 |M22 x 1.5 |STD|OH3 200| 38 | 63 |17 | — | 341|21,300 ﬁ 3
20572 |M14 X2 150| 30 | 48 |105 E 101| 8440, |20652|M24 X3 |STD|OH4 200| 45 | 66 |19 | = | 426(24,600
20580|{M14 X 1.5 150/ 30 | 48 105 - 102| 8440 |20660|M24 x1.5 |STD|OH3 200| 45 | 66 |19 - 425(24,600

20588 |M16 x2 150| 32 | 652|125 = 141| 9070 9 o
WREBEL R -2 v VAT 0k, KIZP.890ZECEE T &L, W Please see page 890 for length of external centre and shank square length £k and width K. v ﬁ
1.¥55EH 328k MBI DSy THREEETY, (P.70638) 1. The recommended TAP Limit corresponds to JIS class 2 internal thread P
2. 84y TREORUBEERIETZIENDTIEHYEEA, standard. (see page 706)

3. ENHHE . X—XMEP.868% BB T AL, 2. TAP Limit does not guarantee thread limit for the internal thread after tapping.

4. EFURDOBE T ETREBIPLETT, 3. Cutting fluid and Paste : Please refer to P.868.

4.In the case of blind holes, make it as deep as possible.
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EDPNO. Thread Size Nectcai Gl iRI NN 2 en | Ds |Flutes| 2 stock| Weight | (Yen) EDP NO. Thread Size [Jerviiii M- nn 2 on | Ds |Flutes| 2=l stock| Weight | (Yen)
20422 (M 6 X1 sToloHe 6219 29|6 |2]| — 12| 1,280) |20457|M16 X 1.5 |STD|0OH3 95|32 | 52 125| 3 | — 93| 6,040
20428|M 8 x1.25 70| 22 | 37| 62 = 17| 1,850| |20461|M18 Xx25 |STD|0OH4 100| 37 | 55 |14 | = | 110| 8,250
20434|M10 Xx1.5 |[STD|OH3 75124 | 417 - 25| 2350| |20463|M18 x1.5 |STD|0OH3 100| 37 | 55|14 | = | 110| 8,250
20436|M10 X 1.25|STD|OH2 75|24 | 417 E 25| 2350/ |20467[M20 x25 |STD|0H4 105| 37 | 58 |15 | = | 135/10,800
20439 |M12 X 1.75 3p 82|29 | 48| 85 —Ip 39| 3250/ |20469|M20 x 1.5 |STD|OH3| 3P |105| 37 | 58 |15 a4l D | 136/10,800
20442|M12 X 1.5 82|29 | 48| 85| 3 E 39| 3250/ |20473|M22 x25 |STD|0H4 115| 38 | 63|17 = | 182/13,800
20445 |M12 X 1.256 sToloH3 82|29 | 48| 85 - 40| 3250 [20475|M22 x 1.5 |STD|OH3 115| 38 | 63 |17 | = | 187(13,800
20449 |M14 x2 88| 30 | 48 |105 E 64| 4510/ |20479(M24 X3 |STD|0H4 120 | 45 | 66 |19 = 234(17,400
20451 |M14 X 1.5 88| 30 | 48 |105 - 64| 4510/ (20481 |M24 x1.5 |STD|OH3 120| 45 | 66 |19 = 240/17.400
20455 |M16 x2 95| 32 | 52 [125 = 91| 6040

BREELEARE Vv VA ERTE 0k, KIEP.BI0OEZE TS LY, WPlease see page 890 for length of external centre and shank square length gk and width K.
1. ¥EEW 328D CHLBLED 2y THERE T, (P.70625H) 1. The recommended TAP Limit corresponds to JIS class 2 internal thread
2. 8y TREROBDURBEERIAIIONDTEHIELE A standard. (see page 706)

3. ENHHE. N—ZX NEP.868F BB T ALY, 2. TAP Limit does not guarantee thread limit for the internal thread after tapping.
4. FFRDBE. FAETAKBPVETT, 3. Cutting fluid and Paste : Please refer to P.868.

4.In the case of blind holes, make it as deep as possible.
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Low |Medium| High | Alloy Hardened Steel Stainless| Tool | Cast | Cast | Ductie | Copper | Brass | Brass | Bronze |Aluminum|Auminum|Megnesim( Zinc [Titanium| Nickel | Thermo | Thermo
Carbon | Carbon | Carbon | Steel Steel | Steel | Steel | lon | Cast Casting Rolled | Alloy | Alloy | Alloy | Alloy | Aloy |Setting | Plastic
Steel | Steel | Steel Iron Casting | Casting | Casting Plastic
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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. | 701






