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No More Chip Trouble. Only Peak Efficiency.
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Are you struggling with chip entanglement when machining tough, ductile stainless steel?
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Chip entanglement is the leading cause of
reduced tapping efficiency.
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Flute design
optimized for
stainless steel

High-performance
Vi coating developed
specifically for taps
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Chipping and breakage of taps
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Poor internal thread accuracy
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Scratches caused by chip friction
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Issues caused by chip entanglement
Primary Problems Resulting Tasks
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Stopping the machine

V] (EREDFERETHOLKFIRE

Manual chip removal by operators
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Reworking

Optimal shank length
that minimizes chip
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Reduced work efficiency and hindered automation

entanglement L )
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Reduces chip removal work!
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Reduces machine downtime and improves overall productivity

R Hl44 1 SUS316

Work Material

Tool

{ERATE:M8X%X1.25 2.5P

Cutting Speed

PIHIERE : 7.5m/min

fAUIITRE :16mm (2D)

Tapping Length
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Smooth chip evacuation for better operational efficiency
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Optimal shank length that suppresses chip entanglement
1 Hl+4 - SUS304

A Work Material
3% ERATE:M10X15 25P  I4LEE: 7.5m/min
Z E < Tool Cutting Speed
EZ 38 LI TR : 20mm (2D)
Y 7ﬁfy é é Tapping Length
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Coinisgﬁr;t%a\al A-SFT-SUS Conventional A-SFT-SUS
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High durability that helps minimize tool-change frequency

#RkHlI44 1 SUS316

Work Material

EATE:M8X1.25 2.5P  JHIEE :7.5m/min  RQUIITRS: 16mm (2D)

Tool Cutting Speed Tapping Length

HHIT\& Number of Machined Holes .2,0007{”"1& Cutting edge after tapping 2,000 holes
| 5?0 1,900 1 ,5‘00 2,900
A-SFT-SUS 2,0007% Holes el
Still Running
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Conventional Breakage i Iong);r
tool life!
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I% =] Reducing machine stoppages improves productivity and promotes labor savings
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In stainless-steel machining, unstable chip evacuation remains a major challenge. The A-SFT-SUS addresses this issue by reducing
machine stoppages caused by chip-related problems, improving productivity and enabling labor savings.
Higher productivity also contributes to reduced power consumption.
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. SUS304®”"I Machining SUS304

BHIR A-SFT-SUS M10X1.5 2.5P
ool

HREA

Work Material 5US304

T ©8.5X25mm (G&D)
Drill Hole Size Through
RUITRSE

Tapping Leng;w 20mm (2D)
HIEERE ; .
Cutting Speed 7.5m/min (239min")
SIREIHA] KB HELDHEIRA TR T U —20%
Coolant Water-soluble Chlorine-free (5%)
{SE PR KRV =Tt 5 (BT40)
Machine Vertical Machining Center
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Enables stable machining of SUS304, one of the most

common stainless steels

ﬂﬂIﬂiﬁl Number of Machined Holes

590 1,q00 1,5‘00 2,q00

RIF
Chipping

RIF
Chipping

2,0007{ Holes
A-SFT-SUS

2,000}'1 Holes
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5007% Holes REX .
PR Loud abnormal noise
ERm
Conventional — ria
4617% Holes Breakage

A-SFT-SUS 2,0007Wi1T# iR 5007V T#

After tapping 2,000 holes Conventional  After tapping 500 holes

. S U 5304 w*ﬁﬂgvy: yﬁt yngbul Machining SUS304 on a horizontal machining center

E(TIE A-SFT-SUS M8X1.25 2.5P HOITTEL Number of Machined Holes
200 400 600 800 1,000

A \ | \ \ "
Work Material sUs304
TR $6.8X20mm (GED) w "
Drill Hole Size Through SET- . fimoTEE
nIU""C;'\' e A SFT SUS LIzl Still Running

4L &
Tapping Length 16mm (2D)
tIEIERE . .
Cutting Speed 7.5m/min (300min")
e GBI 557U —20(8 iR i 1,0007X Holes R
Coolant Water-soluble Chlorine-free (5%) Conventional Chipping
E RS WYy =—vJt>4 (BT40)
Machine Horizontal Machining Center
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Chip entanglement is suppressed even on a horizontal
machining center, enabling stable machining

.1,000/"(”"1& Cutting edge after tapping 1,000 holes
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Conventional

A-SFT-SUS




. SU531 60”"1 Machining in SUS316

JJ[II/"'@SI Number of Machined Holes

EmIR A-SFT-SUS M4x0.7 2.5P
ool

KA

Work Material SUS316

TR ®3.3X12mm (G&b)
Drill Hole Size Through
RUITRE

Tapping Length 6mm (1.5D)
SIRLERE : -
Cutting Speed 7.5m/min (597min™)
BRI KBEIEIMA 5RTU— 201
Coolant Water-soluble Chlorine-free (5%)
fE Rt IEIY=vJ€>% (BT30)
Machine Vertical Machining Center

SUS316ICBVTHRVM A4 7ZRIR |
High durability also achieved in SUS316!
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Breakage
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.1,000ﬂnu1f§ Cutting edge after tapping 1,000 holes

A-SFT-SUS

Tap holder engineered to maximize the performance of A-Tap!

SynchroMaster.....-.-
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Scan for details

Tool damage is reduced and durability is improved through a load-absorbing mechanism

HUI/HQ& Number of Machined Holes

‘ 2?0 4?0 690 890 1 ’0\00

SynChrO 1,0007 Holes
Master 8887 Holes
i SR “
Holes Early wear
BER LS - ) #0565

5times
Solid Type Holder

#%El# 1 S45C EATIER : A-SFT M4X0.7 1P tJHIEE : 10m/min

Work Material Tool Cutting Speed
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Stable machining even with a one-thread chamfer, which is prone to instability
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Z’ \04 5}'/ 9 ‘y j (Z 7_- y IJZm ) Spiral Fluted Tap (For Stainless Steel)

A-SFT-SUS

= BfEEDRE () 2.5P

Chamfer Length
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The entire lineup of A-SFT is without external center on the screw side.
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nbo*ﬁ’;ﬁ ‘M 87 :mm  Unit:mm
Y—JLNo. 224) BERE | BE | 2R | 6U8oR | BToRe |vrvog | Bs | BUTRR | mm | i
EDP No. Thread Size Grade TAP Limit LF THLGTH L DCON NOF dillhole dia Stock (Yen)
8328500 | M 3 X0.5 X 56 STD OH2 56 4 19 4 3 253 |A | @ 3,440
8328501 | M 4 X 0.7 X 63 STD OH3 63 5.6 21 5 3 335 |A | @ 3,390
8328502 | M 5X0.8 X 70 STD OH3 70 6.4 24 55 3 425 | A | @ 3,390
8328503 | M 6 X1 X 80 STD OH3 80 8 29 6 3 5.1 Al@® 3,500
8328504 | M 8 X 1.25X 90 STD OH3 90 15 37 6.2 3 6.8 Al@® 4,530
8328505 | M10 X 1.5 X100 | STD OH3 100 18 41 7 3 8.6 Al @® 5,540
8328506 | M12 X 1.75 X110 STD OH4 110 21 48 85 3 10.3 Al @® 7,250
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- 74 j yo)E ;'E (: D L\t Guide for Icons
n *Zg Tool Materials

Powder Metallurgy HSS (CPM) Vi

ﬁﬁmfi Surface Treatment

S | O-F4VY
VI Coating

@ =1Z¥FER @=Standard stock item
M See p.6 for shank square length(2k) and width (DRVS).

1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2.Tap limit does not guarantee thread limit for the internal thread after tapping.
3. Stable feed control machines are recommended to avoid over size tapping.
4.Regrinding is not recommended.

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

19 Uﬂ% Helix Angle
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Helix angle of flute for end Taps

n tﬂﬁu%ﬁ: Cutting Condition
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Indicates page number for cutting conditions

SPEED
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Il A-SFT-SUS
BIHEIERE (m/min) Cutting Speed (I) 1|0 2|0 3|0 4|0 5|0 6|0 7|0
ﬁduﬁ\%fﬂm Steel S45C 5-50
High Carbon Steel
A&
AI:I:oy Steel scM 5-30
— R AEE A 90®
Mild Steel 55400 5-20
2TV UAH SUS304 )
Stainless Steel SUS420 m 10-15
ZILEZO A AC
Aluminum ADC 5-50
AR PRI 128
Advisable Possible

1. UIHRE . REOMNTIREZHER L ETEE FEL,

2. COYIHIRGEERE. KAEHEEZEAIT2H5DHDTY,
3. YIELHBIDIREEIC KD +OEEREDNREETCEBEVEEDHDET,
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1. Cutting speed should be adjusted according to the machining conditions.
2. The indicated speeds and feeds are for tapping with water-soluble oil.

3. Depending on the coolant condition, it may not show a good results.

() Please set cutting speed carefully.
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7 m%gl‘ﬁgqﬁ Straight Shank with Flat Part

13 U-Fﬂ?éﬁ Recomennded Drill Hole Size

B :mm  Unit:mm

I IIR mHERSE [T & BRI
DCON 2k DRVS

4 6 3.2
5 7 4
55 7 45
6 7 4.5
6.2 8 5
7 8 5.5
8.5 9 6.5
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(@]

(@]

(m]

2k K7

)(_ I"} lln U Metric screw threads

JIS B 0209-1: 2001
JIS B 8031: 2006

B :mm Unit:mm

U drillhole dia.
SRELE | [BIS2RE | 6HA
M 3 X 05 2.53 2.46 2.59 2.59
M 4 X 0.7 3.35 3.25 342 3.42
M5 X 08 4.25 414 433 4.33
M6 X 1 5.1 492 5.15 5.15
M 8 X 1.25 6.8 6.65 6.91 6.91
M10 X 1.5 8.6 8.38 8.67 8.67
M12 X 1.75 10.3 10.11 10.44 10.44

TIURIFIIS B 0209-1:2001 ZEICEH USEETT,
The pilot hole diameter is a reference value calculated based on JIS B
0209-1:2001.
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& Safe use of cutting tools

+ Use safety cover, safety glasses and safety shoes during operation.

« Do not touch cutting edges with bare hands. Copyright ©2026 OSG Corporation. All rights reserved.
+ Do not touch cutting chips with bare hands. Chips will be hot after cutting. e — R = 2 3 e 5 5
g e e capets it F HRICOLTE, BHR  BREGSTHDETOT, FEGANIOIBULEE
+ Stop cutting operation immediately if you hear any abnormal cutting sounds. EEIRHEDHDET . Tool specifications are subject to change without notice.
+ Do not modify tools. - AEBEWABTOEMEH - BRZRUFT,

« Please use appropriate tools for the operation. Check dimensions to ensure proper selection.
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