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Selection chart according to work materials for Hyper Z tap series
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Responding to diversifying needs, the Hyper Z series are available for wide range of work materials
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Structural Steel Alloy Steel Carbon Steel Hardened Steel Cast Iron Ductile Cast Iron Aluminum Alloy Stainless Steel
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Hyper Z Low Spiral Tap
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*The pictures and contents of the products in this sample book are only for illustration. The effects of the physical products (including but not limited to appearance, color and size)
may vary slightly. Please refer to the physical products.

*The data in this sample book are theoretical values, which are derived from the internal experiments in NACHI. The data obtained under the specific test environment (see the specific
instructions). The actual use may vary slightly according to the individual differences of the products, the use conditions and environmental factors. Please take the actual use as the
criterion.
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please refer to this catalog for details on the size of other tap series.
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Hyper Z Low Spiral Tap

Achieves stable screw threads cutting even hardened steel, even horizontal machining center
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I Even hardened steel that are becoming increasingly difficult to cut, the tool life surpassing other products
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Cutting conditions size

Work Material

#HI#4: SCM440H (44HRC)
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Spiral Tap
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After 140 holes
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Chipping Small wear

FMBRER L5

other low spiral tap

IHIRE : 5m/min
Cutting speed

MITRE: Tmm (L)
Depth(blind hole)
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Horizontal machining center / Synchro tapper
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Tap paste
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I Astonishing number of processing more than three times that of old products even ductile cast iron
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other low spiral tap
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Cutting conditions Size
#WHIH: FCD600
Work Material
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Hyper Z Low Spiral Tap
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After 1080 holes
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Large wear Small wear /

YIHERE : 5m/min
Cutting speed

INIRE: 12mm (57L)
Depth(blind hole)
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other low spiral tap Hyper Z Low Spiral Tap
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Horizontal machining center / Auto tapper
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Water-soluble cutting fluid
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I Achieves stable screw threads cutting and long tool life regardless of the processing machine
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Hyper Z Low Spiral Tap
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Cutting conditions Size
WEIHE: NAK5S5 (40HRC)
Work Material

YIHRE : 5m/min
Cutting speed

MIRE: 18mm (57L)
Depth(blind hole)
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No. of thread holes
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Auto tapper
IKEMELTIH 5

Water-soluble cutting fluid
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M Inherit the technology of Hyper Z tap, also compatible with high hardness steel,

ductile cast iron and other work materials
B Adopts low spiral flute shape and improves chip evacuation
M Even with a horizontal machining center,

reduce chip clogging and entanglement problems
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Compare chip by horizontal machining center
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Entwining caused
by stretch of chips
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Hyper Z Low Spiral Tap
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Finely divide chips and
improve chip discharge
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Hyper Z Low Spiral Tap
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Thread Size TAP Limit Type Stock
3MO0.5R M3 X 0.5 REG P3 3 46 5.6 3 4.0 20.0 2.35 1 ([ ]
4MO0.7R M4 X 0.7 REG P3 3 52 8.1 5.0 23.0 3.15 1 ([ J
5M0.8R M5 X 0.8 REG P3 3 60 9.4 3 5.5 26.0 4.05 1 o
6M1R M6 X 1 REG P3 3 62 12.0 3 6.0 29.0 4.75 1 o
8M1.25R M8 X 1.25 REG P3 3 70 15.4 3 6.2 33.0 6.55 2 o
10M1.5R M10 X 1.5 REG P3 3 75 18.9 3 7.0 37.0 8.25 2 ([
10M1.25R M10 X 1.25 REG P3 3 75 15.7 3 7.0 33.0 8.55 2 [
12M1.75R M12 X 1.75 REG P3 3 82 22.4 3 8.5 42.0 9.95 2 ([ J
12M1.5R M12 X 1.5 REG P3 3 82 20.9 3 8.5 40.0 10.25 2 o
12M1.25R M12 X 1.25 REG P4 3 82 17.2 3 8.5 35.0 10.55 2 o
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Selection chart according to work material and recommended cutting speed
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Work materials SS S15C S40C S50C SCM.SCr | 30~40HRC Sus FC FCD AC.ADC
Structural Low Medium High Hardened Stainless Ductile Aluminum
Steel Carbon Steel | CarbonSteel | Carbon Steel Alloy Steel Steel Steel Ces e Cast Iron Alloy
EER
Selection chart : B - O ° © B o o -
TIHEE (m/min)
Cutting speed - - - 5~15 - 3~15 - 3~15 3~15 -
HEFF LIRS SHMEARAGA M PS8 il IKIEME Y
Cutting Fluids Sulfochlorinated Oil Water soluble Oil Water soluble Oil
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1These are general Cutting condition, and may be altered by your conditions.
2.These conditions are for thread depth of 2 X Dc.
3Tap paste is effective for Hardened Steel cutting.



