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Hyper Z TAP for Taper pipe threads ‘
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l TAR for Taper pipe threads

NEW
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| Suppresses winding of chips if chips wrap around... :}J ) <g:liél}c%£-c‘a:5 :’I_'%— ;)ﬂ; %QE
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Uniform and good curl 6 out of 10 holesgWith chip wrapping No chipjwinding
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Hyper Z TAP for Taper pipe threads - /
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Taps for taper pipe thread appeared in Hyper Z series & e i s e 7/
M Lineup for steel and casting according to material QR :;
M Long tool life is realized by surface treatment with excellent wear resistance e /
l Continuous machining is possible by suppressing the winding and biting of chips g N N»&J—awv“\wvvwm%, /2
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3§n Un% Quick helix angle - o

UK FH— VD BIF SRR ERUNE &~ILD B&in

FIULK T DEREENLI %R Chip winding and torque suppressed

%lﬂ m Groove shape and helix angle with good chip curling -

u for Steel Low torque Long tool life
B BRI K ELBERFROWHIM TEORNVIZER B U< THIEHFHAHR L L HIRIFEMFIL TRE®
H Reduction of torque even for steel-based work materials B Chips are hard to get caught, long life by suppressing blade chipping

where cutting resistance increases
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%%19 UIJJEBE'I IJ_ItU“‘(CB%f 6000 Competitor (Coated Tap) 20% reduction 120
BENREL. BNENX TNV I EIER i 4000 d K7 100
| It Complete thread is removed by one thread (N-cm) No.of 80
Stable cutting depth reduces friction and torque Torque 2000 thread "
N~ hole
DVQ ‘J‘Pyg Long shank o
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Reduces interference of chips with the holder and suppresses winding 22000 0
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for Cast Iron £ BERS Times(s) Competitor
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5513 Uﬂ% Slow helix angle
U PT3/8-19 #HIA4: SS400 BIHIRE: 3m/min TRRUILE: ¢p14.4 BIHER: AKEE
t)J‘E'U/\“a :/lefgnr_ nun% E;;i—ém l.l Thread Size Work Material Cutting Speed Diameter of prepared hole Cutting Fluid: Water-soluble
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Helix angle with excellent cutting balance was adopted
to equalize the wear of the complete thread %tl:% m ﬁﬁ*(FCZSO) a)m]I Cutting of Cast Iron (FC250)
W7 for Cast Iron
4;%1:':*;* 4-groove
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Reduce the load per blades by increasing
the number of cutting edges H QUNAOSEE{LICKUIITEOIRNDY ZHNH] IE[JDHET[[@ Uﬁgtg%ﬁ»{kﬁfﬁ“ 007?7][[]1?&)
- Tool runout load and wear state (after 100 holes)
tINADEFZIT—ICHELTRER
*ﬁﬁu*jquﬁ M Tool runout was suppressed by the optimization of the twist angle fibtt @
; ; ] ; Long tool life with uniform distribution of wear on cutting edges Competitor
Selection chart according to work material and recommended cutting speed
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Work S5400 S15C S40C S50C | SCM.SCr 30~40HRC ~ SUS EE FCD | AC.ADC Cu Ti (@) 200 235 = ° = °
materials l ; . - l l l {\rl]o. o(f:1h l 126 . 2.3 times, §.zoo ig_zoo
Structt L Medi Hi H Stai Ducti Alumi @ Titani read holes = :
Steel | Carbon Steel | Carbon Steel | Carbon Steel | Aloy Steel | "5iq™ | Vg™ | Casthon | cagfpon | Aloy | Aloy | Alloy 100 g
0 -400 -200 0 200 400 (XA X load)
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= ZP 0% PT3/8-19 IR 5m/min TR ACHE
- _ _ _ _ _ 0) _ ©) © _ _ _ Thread Size Cutting Speed Cutting Fluid: Water-soluble
L #HlI#: FC250 TRRULER: p14.4
Work Material Diameter of prepared hole

O: 5@ Excellent O: @A Good —: #ELFEHE A Not recommended



]I ==4

Processing example
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Problems

Stainless steel which is winding of chips
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M Removal work required every three holes with chip wrapping B No winding occurs and continuous machining is possible

M Tool blade chipping due to chip biting H Suppresses bite and doubles tool life
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Competitor (for stainless)
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14 holes per workplece MITHEDKEE 7 holes in 4ol Zero';vinding
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Work Machine piping plate n?mpedr_ of times

= of winding
) ) SUS304 after machining
Work Material
224y PT1/8-28
Thread Size
YRR 3m/min 300
Cutting Speed HII7E 224 201
ATt TIEM/C (BT40) No. of 200
Machine Vert/ical cutting holes 112 98
s s 100

Cutting Fluid Water-soluble 0

TEHawmh'E <133k (FC250) NDIIT

(n]
%tl:% m for Cast Iron Cast iron with shorter tool life

B S'—I 7RSI, $2(5
b L. BUNINSTCHNTIEI RIF

H Tool short life. Face of cutting due to wear B Gauge out life approximately doubled
B The machined surface is good even with the same number of holes
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Competitor (multipurpose tap)

TEEFRE
(80%8)
Tool wear of
80th hole
SHRUINTIHE
(80718)
=7 JOvI<Y=k—ILR Internal thread
Work Block Manifold mafchineci
WEE FC250 30 holes
Work Material
224y PT1/8-28
Thread Size
YIHIRE 5m/min 300
Cutting Syr;eed Iy - 228 192
IOTHE IIFM/C(BT40) No. of 200
Machine Vert/ical cutting holes
s, S 100
YR KB
Cutting Fluid Water-soluble 0

/ TAR for Taper pipe threads

PT (E@ U/%;El.n U) N RCc‘:.9‘y7°0)§E PT(Standard thread Length/Short thread Length), Rc and selecting Taps
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B For PT (standard/short thread) and Rc, the overall length, thread length, and position of gauge plane are different, but the thread shape is the same.
B PT and Rc taps have the same thread shape, so they can be used in common.
The tolerance of the position of gauge plane differs. Check the internal thread accuracy of the finish with a gauge.

9y T DRAR RULLAZ
Tap shape s5 JIS B0203&Y BRI,

Basic profile
(from JIS B0203)

Overall length HENFZERT .

The blue solid line

RQlR indicates the basic
Thread length T profile.
BERDMNE 0g

n=L11#g
Threads per inch

b 254
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H=0.960237P

Qé |
RUOEHR Axis of screw thread AZ( - :lF h=0.640327P
_\—? r=0.137278P

Position of
gauge plane 0g
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Selecting Taps Machining shape
PT Rc
TERICFSYIEL TRICF5YHY
No interference With interference

ERUH '

= PT Standard O E E
S berelVid

Taps Short O O O

‘ Rc O X O

%I ITHINETCTHURIFNIRFERTIBET Y, It can be used if the tap does not interfere with the back of the hole.

9‘y7°<’:.19519l30) E‘a{% Relationship between tap and internal thread

Bl JIS B0O203 T BERDUBEHRUDEHRUSDRELCHHESNTVET,
B FEEONZESEICT Y TEEELIEE.

W JIS B0203 specifies the position of gauge plane and the effective thread length of the internal thread.
M Select a tap referring to the figure below.

BMRUEDRE 2
Effective thread length 2

8] EFRCER
Runout of thread RELRUER TR
Incomplete thread | Complete thread
o _
Work
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Ty TRITEL
Chamfer of tap

BAER
Gauge diameter

Ty TOEERDME 0g

Position of gauge plane 2g

VARG
diameter of
prepared hole




/ TAPRP for Taper pipe threads
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Hyper Z TAP for Taper pipe threads for steel @ A ‘?i——qz_ Hyper Z TAP for Taper pipe threads for Cast Iron @ e ~ 7;02}7
ZPT ZPTS ZRC iz i ZPT-FC ZPTS-FC ZRC-FC i L
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LIST 6876

Type U =

BT (Unit): mm/F ()

Type
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ZP 1-'F C PT BRUHZ P (Standard thread length)

Type U =Y

BT (Unit): mm/F %)
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Thread Size TAP Limit =~ TCL(P) NOF DCONMS Type Stock Price (¥) Thread Size TAP Limit =~ TCL(P) NOF DCONMS Type Price (¥)
ZPT1/8-28 PT 1/8-28 I 2.5P 90 19 13.0 3 8 1 [ ) ZPT-FC1/8-28 PT 1/8-28 I 2.5P 55 19 13.0 4 8 1 o
ZPT1/4-19 PT 1/4-19 I 2.5P 100 28 21.0 3 11 1 o ZPT-FC1/4-19 ‘ PT 1/4-19 I ‘ 2.5P 62 28 21.0 ’ 4 11 1 o
ZPT3/8-19 PT 3/8-19 I 2.5P 100 28 21.0 3 14 1 [ ) ZPT-FC3/8-19 PT 3/8-19 I 2.5P 65 28 21.0 4 14 1 o
ZPT1/2-14 PT 1/2-14 I 2.5P 125 35 25.0 3 18 1 [ ) ZPT-FC1/2-14 ‘ PT 1/2-14 I ‘ 2.5P 80 35 25.0 ‘ 4 18 1 o
ZPT3/4-14 PT 3/4-14 I 2.5P 140 35 25.0 3 23 1 [ ) ZPT-FC3/4-14 PT 3/4-14 I 2.5P 85 35 25.0 4 23 1 o
ZPT1-11 PT 1-11 I 2.5P 160 45 32.0 3 26 1 o ZPT-FC1-11 ‘ PT 1-11 I ‘ 2.5P 95 45 32.0 ‘ 4 26 1 o
ZPTS pT 55008 o1 chor thread length) ZPTS-FC rt1 80U /s trea length)
RS 0] R BFP) 28 QUE BEEOME AN Vv IR Rt wE BEMEE b5 T widt [ B ] s bingg R0 R i | S|l

Code No.

Thread Size

TAP Limit

TCL(P)

DCONMS

Price (¥)

Thread Size TCL(P) NOF | DCONMS  Type Stock Price (¥) TP
ZPTS1/419 | PT1/4-19 | I 25P 100 195 125 3 11 1 ° ZPTSFC1/4-19 PT1/419 | 1 | 25P 62 195 | 125 | 4 (i ! L4
2PTS3/8-19 | PT 3/8-19 T 2.5p 100 210 | 14.0 3 14 1 ° ZPTS-FC3/8-19  PT 3/8-19 I 2.5p 65 210 140 4 14 1 °
ZPTS1/2-14 | PT 1/2-14 I 2.5P 125 27.0 17.0 3 18 1 ° ZPTS-FC1/214 | PT1/2-14 I 25P 80 270 170 4 18 1 L4
ZPTS1-11 PT 1-11 i 2.5P 160 350 @ 220 3 26 1 ° ZPTSFC1-11 | PT1-11 I 25P 95 350 220 4 26 1 L4
ZRC R« ZRC-FC Rc
mREs 3763 =R BHP) 28 @ WUE BEEOME % VevoR | st HE  SE@EE) mEEs 5263 =F  BHP) 28 | WUE BERONE BN VIR R HE | BE@IRE

Thread Size TCL(P) NOF DCONMS Type Stock Price (¥) Thread Size TAP Limit =~ TCL(P) DCONMS Type Price (¥)
ZRC1/16-28 @ Rc 1/16-28 - 2.5P 90 14 10.1 3 8 2 o ZRC-FC1/16-28 | Rc 1/16-28 - 2.5P 59 14 10.1 4 8 2 o
ZRC1/8-28 Rc 1/8-28 - 2.5P 90 15 10.1 3 8 1 o ZRC-FC1/8-28 ‘ Rc 1/8-28 - ‘ 2.5P 59 15 10.1 ’ 4 8 1 o
ZRC1/4-19 Rc 1/4-19 - 2.5P 100 19 15.0 3 11 1 o ZRC-FC1/4-19 Rc 1/4-19 - 2.5P 67 19 15.0 4 11 1 o
ZRC3/8-19 Rc 3/8-19 - 2.5P 100 21 15.4 3 14 1 o ZRC-FC3/8-19 ‘ Rc 3/8-19 - ‘ 2.5P 75 21 15.4 ’ 4 14 1 o
ZRC1/2-14 Rc 1/2-14 - 2.5P 125 26 20.5 3 18 1 o ZRC-FC1/2-14 Rc 1/2-14 - 2.5P 87 26 20.5 4 18 1 o
ZRC3/4-14 Rc 3/4-14 - 2.5P 140 28 21.8 3 23 1 o ZRC-FC3/4-14 ‘ Rc 3/4-14 - ‘ 2.5P 96 28 21.8 ’ 4 23 1 o
ZRC1-11 Rc 1-11 - 2.5P 160 33 26.0 3 26 1 o ZRC-FC1-11 Rc 1-11 - 2.5P 109 33 26.0 4 26 1 o
BAT—N\RU(EK) FvyTDOTRE v JUALERE BEYIHISEH DRSS
Recommended Tap Dirill Sizes for Taper Pipe Threads Square Portion Size of Shank Standard Cutting Condition for Taps
9y I OBEROME ST/l ) . e = ' —
O e EyF Position of gauge plane E}ﬁ;‘%‘FT\E SR *J-\'I‘JQE@%%E DAL= ijﬂﬁiﬁ Bl hnEE SRR =g SEEH ATV 5 5"%» 7”’253L\ fiGe FIVER
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PT RAUF | PT RUH - o $5400 S15C = S40C = S50C SCM. SCr sus FC  FCD AC.ADC Cu Ti
Thread Size | Gauge diameter PT (Standard) | PT (Short) Diameter of prepared hole (straight hole) DCONMS DRVS DRVL Structural Low Medium High Alloy Steel Hardened | Stainless | Cast Iron Ductile | Aluminum | Copper | Titanium
Steel Carbon Steel | Carbon Steel | Carbon Steel |~ | Steel Steel Cast Iron Alloy Alloy Alloy
R1/1628 | 7723 | 0.907 - - 10.1 6.2 8 6 9 ~200HB ~200HB ~200HB ~200HB ~200HB 20~30HRC 30~40HRC - . : - : -
R 1/8-28 9.728 0.907 13.0 10.5 ‘ 10.1 8.2 11 9 12
R1/419 | 13157 1337 210 125 15.0 10.9 14 1 14 D 2528 (200 2ol 2ol B2l BR20 2l B 22 (2 ol B2 ol Ol 22 (s
utting
R 3/8-19 16.662 1.337 21.0 14.0 ‘ 15.4 14.4 18 14 17 Speed
(m/min) _ _ _ _ _ _ 2~5 _ 2~5 2~5 _ _ _
R 1/2-14 20.955 1.814 25.0 17.0 20.5 18.0 23 17 20
R 3/4-14 26.441 1.814 25.0 19.0 ‘ 21.8 23.0 26 21 24 AR IS EE B MBI KB M/ KB
R 1-11 33.249 2309 320 220 26.0 29.0 Cutting Fluids Extreme pressure property non-water soluble / Water soluble
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@ When determining the spindle speed from the cutting speed, calculate with the gauge diameter. @ Select the cutting speed after confirming the actual machining condition.

@ The roughness of the internal thread cutting surface is better when the c

utting fluid is Extreme pressure property non-water soluble.



