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=l EE] HeEy|| He | HE [LARZol| 28Yo| | M3F | =4 [FHEEE] wo
EDP No. Thread Size Grade | TAP Limit L ) [ Ds Filtes | IRSeaTmendsd! = or ey
8326224 x100 100 D
M 7x0.75 STD OH2 9 33 6.2 3 6.3
8326225 x150 150 D
8326232 x100 100 D
M 8x1.25 STD OH3 15 37 6.2 3 6.8
8326233 x150 150 D
8326230 x100 100 D
M 8x1 STD OH3 12 37 6.2 3 7
8326231 x150 150 D
8326228 x100 100 D
M 8x0.75 STD OH3 12 37 6.2 3 7.3
8326229 x150 150 D
8326238 x100 100 D
M 9x1.25 STD OH3 15 38 7 3 7.8
8326239 x150 150 D
8326236 x100 100 D
M 9x1 STD OH3 12 38 7 3 8
8326237 x150 150 D
8326234 x100 100 D
M 9x0.75 STD OH3 12 38 7 3 8
8326235 x150 150 D
8326246 x100 100 D
M10x 1.5 STD OH3 18 41 7 9 S8
8326247 x150 150 D
8326244 x100 100 D
M10x1.25 STD OH3 15 41 7 3 8.8
8326245 x150 150 D
8326242 x100 100 D
M10x 1 STD OH3 15 41 7 3 9
8326243 x150 150 D
8326240 x100 100 D
M10x0.75 STD OH3 15 41 7 3 93
8326241 x150 150 D bR
8326252 x100 100 D
M11x 1.5 STD OH3 18 48 8 3 9.5
8326253 x150 150 D
8326292 x100 100 D
M11x1.25 STD OH3 15 48 8 3 9.8
8326293 x150 150 D
8326250 x100 100 D
M11x 1 STD OH3 15 48 8 3 10
8326251 x150 150 D
8326248 x100 100 D
M11x0.75 STD OH3 15 48 8 3 10.3
8326249 x150 150 D
D=HZ X1 E D=Standard stock item
LEEZE 223 LA SEHE B N Bz Lot 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2 B Mo ol A ME 2 BESHA| Y¥sL|Ct 2. Tap limit does not guarantee thread limit for the internal thread after tapping.
3,050 SOKSt 7|7|2 AL2SIH, QLIAL LN |7} LAIsH= BRIt QOO F0| 3IA|7| 3. Stable feed control machines are recommended to avoid over size tapping.
= 4.Regrinding is not recommended. )
4, FORS 2ERsH T QIK| B LICE 5. The recommended tap limit cgrresponds to JI§ class 2 mt_emal thread standard,
5 AHCIUHS 7 IS 23 LIAKRPILICH (7 JISS] 72H0] S LR K2) The recommended drill hole size that are not listed on JISis as reference.

Jissol gl= YHERZB 2 HaX|YuL(ch
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ﬁnl'ol;'g Eu“ % gﬂ Spiral Fluted Tap with Long Shank

A-LT-SFT 5

(oSS B e e e e i 7 1
e ] \§
n =
= Aol Z0|(€c )2.5P L
Chamfer Length |
= H ALO| = LIAFE E2 HIE] M| AZLICE
The entire lineup of A-SFT is without external center on the screw side,
N ANN
CRAF| Byi! (et ﬁ%ﬂ
LI'AI"EﬁEr ‘M Hel’mm Unitmm
ESHs 74 HEEY|| HT | HE LRZo|| 2HZo| | 437 | 34+ |FHSEE) xn
EDP No. Thread Size Grade | TAP Limit L ¢ o Ds Flutes | Recommended)) == o ook
8326260 x100 100 D
M12 x 1.75 STD OH4 21 48 8.5 3 10.3
8326261 x150 150 D
8326258 x100 100 D
M12x 1.5 STD OH3 18 48 8.5 3 105
8326259 x150 150 D
8326256 %x100 100 D
M12 x 1.25 STD OH3 18 48 8.5 3 10.8
8326257 x150 150 D
8326254 X100 100 D
M12 x 1 STD OH3 18 48 85 3 11
8326255 x150 150 D
8326265 M14x 2 x150 | STD OH4 150 24 50 10.5 3 12 D
8326264 M14x 1.5 x150 STD OH3 150 18 50 105 3 125 D
8326263 M14x 125 x150 STD OH3 150 18 50 10.5 3 12.8 D
8326262 M14x 1 x150 STD OH3 150 18 50 10.5 3 13 D
8326267 M15x 1.5 x150 STD OH3 150 18 52 105 3 135 D
8326266 M15x 1 x150 STD OH3 150 18 52 10.5 3 14 D
8326270 x150 150 D
M16 x 2 STD OH4 24 56 125 3 14
8326271 %x200 200 D
8326269 M16x 1.5 x150 STD OH3 150 18 56 125 3 145 D
8326268 M16x 1 x150 | STD OH3 150 18 56 125 3 15 D
8326273 M17x 1.5 x150 STD OH3 150 18 58 13 3 155 D
8326272 M17x1 x150 STD OH3 150 18 58 13 3 16 D
8326277 |M18x 2.5 x150 STD OH5 150 30 64 14 4 155 D
8326276 M18 x 2 x150 STD OH4 150 24 64 14 4 16 D
8326275 M18x 1.5 x150 STD OH4 150 24 64 14 4 16.5 D
8326274 M18 x 1 x150 STD OH3 150 24 64 14 4 17 D

D=EZF M1E D=Standard stock item
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— H = e
JIBERIE(MZ =582 EE)
Points of tapping (effect of attachment runout)
« M2 2522 AHBIH QPEEQI 71Z0] ZHSTILCE
Stable tapping can be ensured by controlling the attachment runout.

#f%l%-_r‘ A-LT-SET M2x0 4x80 W H|IZ S22/ Lid4= Attachment runout and number of holes

a9 i

I AR ) S45C LiTA Number of Holes

Work Material - 0 zp 4]0 69 SP 1 qg 1 2‘0

AR . i mm

;EJ‘"'.“E 15m/min (2,400min™")

utting Speed -~

BrcYy 1.6mm £ 0.04 Asze | (LA

Drilling Hole Size ' 2| - Still Running ‘—
=

LEARZO] =

Tapping Length 3mm(1.5D) 3
c

SAEEY 2

Overhang Length 60mm 0.15<

i S84 AR T4 1084

Coolant Water-Soluble Chlorine-Free (10%)

AL2EH| 8 0 HE] =

. P N2 ESU2 O THoIM 0mm F20IM F3 3 ALk
Machine Vertical Machining Center The attachment runoutis the value measured at 3 point about 40 mm away from the end face of the holder.

EsH 72 HEE)|| B | ®E |UARZo| %ol [ ¥3F | =+ |FAcEE] Am
EDP No. Thread Size Grade TAP Limit L 2 i Ds Flutes RS?WSTS {}%ed Stock
8326281 x150 150
M20x 2.5 STD OH5 30 70 15 4 175
8326282 x200 200 D
8326280 M20x 2 x150 STD OH4 150 24 70 15 4 18 D
8326279 |M20x 1.5 x150 STD OH4 150 24 70 15 4 18.5 D
8326278 M20x 1 x150 STD OH3 150 24 70 15 4 19 D
8326286 M22x 2.5 x150 STD OH5 150 30 76 17 4 19.5 D
8326285 [M22 x 2 x150 STD OH4 150 24 76 17 4 20 D
8326284 [M22x 1.5 x150 STD OH4 150 24 76 17 4 20.5 D
8326283 M22 x 1 x150 STD OH3 150 24 76 17 4 21 D
8326290 x150 150 D
M24x 3 STD OH5 36 83 19 4 21
8326291 x200 200 D
8326289 M24 x 2 x150 STD OH4 150 24 83 19 4 22 D
8326288 [M24x 1.5 x150 STD OH4 150 24 83 19 4 225 D
8326287 M24x 1 x150 STD OH3 150 24 83 19 4 23 D
D=H& M1E D=Standard stock item
LEE2t 222 AL ALHE o FN HT QL 1. The recommended tap limit corresponds to JIS class 2 internal thread standard.
2 B HEE LA H TS BESHA| Y&LCH 2. Tap limit does not guarantee thread limit for the internal thread after tapping.
3.0/40| SOIESH 7|H|S ALRSIH, QLIAL LN |7 LAISHs ATt QOO 9| 31A7) 3. Stable feed control machines are recommended to avoid over size tapping.
HILICY, 4, Regrinding is not recomrngnded,
4, FHHOHS HERSED QK| QEALICH 5. The recommended tap limit corresponds to JIS class 2 internal thread standard.

5. FHCUZ2 1 IS 28 LIASYLICE (7 IS 720 gl LAk Hg)) The recommended drill hole size that are not listed on JIS is as reference.

JISHE gle BREZA2 Ak YLich
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