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Hyper Z TAP for Taper pipe threads
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Hyper Z TAP for Taper pipe threads

Taps for taper pipe thread appeared in Hyper Z series

M Lineup for steel and casting according to material

W Long tool life is realized by surface treatment with excellent wear resistance

B Continuous machining is possible by suppressing the winding and biting of chips
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Groove shape and helix angle with good chip curling

’r.:/g_a‘yjo Interrupted thread
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Complete thread is removed by one thread
Stable cutting depth reduces friction and torque

D yfj‘:jv yg Long shank
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| Reduces interference of chips with the holder and suppresses winding
for Cast Iron ﬁ%#@%

55*3 Un% Slow helix angle
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‘ Helix angle with excellent cutting balance was adopted
\

to equalize the wear of the complete thread

45%1:t*i 4-groove
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Reduce the load per blades by increasing
the number of cutting edges
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Selection chart according to work material and recommended utting speed
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~ TAP for Taper pipe thr
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Suppresses winding of chips
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[ Uniform chip curl suppresses chip winding
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If chips wrap around...

— ARSI (SS400) DAL cutting of Structural Steel (55400)
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Chip removal causes a short stop
Cutting edges chipping or breakage due to chip biting
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Low torque Long tool life
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M Reduction of torque even for steel-based work materials
where cutting resistance increases

8000 ZPT
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6000 Competitor (Coated Tap) 20% reduction
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Torque 2000
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BRI Times (s)
[ PT3/8-19 #HIH: 55400 ENEIERE: 3m/min
Thread Size Werk Material Cutting Speed

TREUIE: ¢14.4
Diameter of prepared hole  Cutting Fluid: Water-soluble
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B Chips are hard to get caught, long life by suppressing blade chipping
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$E3 (FC250) MANL cutting of Cast Iran (FC250)

Long tool life
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W Tool runout was suppressed by the optimization of the twist angle
Long tool life with uniform distribution of wear on cutting edges

TEHE& Tool life
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No. of 200 126
thread holes 100 '
Gauge Out
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Competitor
TR PT3/8-19 YIHIERREE: 5m/min MR K
Thread Size Cutting Speed Cutting Fluid: Water-soluble
HWHIH: FC250 TRRUILE: ¢14.4
Work Material Diameter of prepared hole

TEORNEWEEEEFERE (10070 TH#)
Tool runout load and wear state (after 100 holes)
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Competitor
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| Removal work requlred evary. three hot_ with: chip wrapping
B Tool blade chipping due to chip bitlng
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14 holes per workpiece
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Work Machine piping plate
HHI SUS304
~ Work Material B
IFF PT1/8-28
~ Thread Size
CIEIEEE 3m/min
Cutting Speed 3 o
0T HEA IIFM/C(BT40)
Machine Vertical —
ENAHA K
Cutting Fluid Water-soluble
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Stainless steel which is winding of chips
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of winding
after machining
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cutting holes
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M No w ng occurs and continuous machining 1s possible
M Suppresses bite and doubles tool life
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Competitor (for stainless) | P for Taper plpt
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B Tool short life. Face of cutting due to wear
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Work
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Work Material
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Thread Size
LIHRE

Cutting Speed
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Machine
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Cutting Fluid B

~ Vertical
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_ Block Manifold
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PT1/8-28
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Water-soluble
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Tool wear of
80th hole
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Internal thread
machined
surface of
80 holes
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Cast iron with shorter tool life
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WG life approximately doubled
chined surface is good even with the same number of holes
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Competitor (multipurpose tap)
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TAP for Taper pipe threads

PT (Em U/%E#a U) (S RC&Q“J?QGJEE PT(Standard thread Length/Short thread Length), Re and selecting Taps
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M For PT (standard/short thread) and Re, the overall length, thread length, and position of gauge plane are different, but the thread shape is the same.
M 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.

gauge plane g
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Tap shape
| Tap shap 2B
Overall length
Thread length
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Position of
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Basic profile
(from JIS BO203)
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The blue solid line
indicates the basic
profile.
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Threads per inch
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H=0.960237P
h=0.640327P
r=0.137278P
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Selecting Taps [0 Machining shape
. PT Re
RBCFHYEL TRECTF )
No interference With interference
QU | . %
PT ] Standara O _ s - %
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Taps S Short O —u O o &
Rc O B (@)

Ty T HTRBATFS U LEATEETT . It can be used if the tap does not interfere with the back of the hole.

g‘yjut@)mua)ﬁaﬁé Relationship between tap and internal thread

W JIS B0203C, B#EDUBLHRUDENQLEDREUHIRESNTNE T,
B TEEORZESE(CTY T ERELLES V.

Il JIS BO203 specifies the position of gauge plane and the effective thread length of the internal thread.
[ Select a tap referring to the figure below.
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Camptete thread
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Incomplete thread
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Chamfer of tap
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Gauge diameter
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Position of gauge plane 0g

TE
diameter of
prepared hole
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Hyper Z TAP for Taper pipe threads for steel @ m == =
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LIST 6876 it

505 Code No,

o Bfwnin: mm/Fe

ZPT PT BRRAURz p1 (standard thread length)

mRES | 6O s | BHE)
Cade No: Thread'Slze TAP Lim|t TEL(R)

| eEEEE
Price (¥)

NOF DCONMS pe

ZPT1/8-28 | PT1/828 | 1 | 25 | 90 | 19 | 130 | 3 8 1 | @ | 479
ZPT1/419 | PT1/419 | 1 | 25 100 | 28 | 210 | 3 | 11 1 o 6,980
ZPT3/819 | PT3/819 | 1 | 25p | 100 | 28 | 210 | 3 14 1 ® | 10600
ZPT1/214 | PT1/214 | I | 25P | 125 | 35 | 250 | 3 | 18 | 1 ® 16700
ZPT3/4-14 | PT3/414 | 1 | 25p | 140 | 35 | 250 | 3 23 1 e 28,300
ZPT1411 | PTI1T 1 | 25 | 160 | 45 | 320 | 3 | 26 1 | e 52,100
ZPTS PT 551aCR pr (short thread length)
meRs | 5O o8 | ane) | 28 | nue meeous) mm |[vwom| mx | wm | szmee
‘ Code No. Thread Size TAP Limit TCL(P) | DCONMS | Price ()
| ZPTS1/8-28 | PT1/828 | O | 25P | 90 | 165 | 105 | 3 8 | 1 ® | 479
ZPTS1/419 | PT1/4-19 | 1 | 250 | 100 | 195 | 125 | 3 1 | 1 ® | 6980
 ZPTS3/819 | PT3/819 | I | 25P | 100 | 210 | 140 | 3 4 1 | e 10,600
ZPTS1/2-14 | PT1/214 | 1 | 25P | 125 | 270 | 170 | 3 | 18 1 ® | 16700
ZPTS3/4-14 | PT3/414 | 1 | 25 | 140 | 290 | 190 | 3 3 | 1| e 28,300
ZPTS1-11 | PT -1 I | 25 | 160 | 350 | 220 | 3 | 26 1 | e 52100
| ZRC xc .
TS B4 (P) )

Code No, Thread Size TAP'Limit TCL(P)

| ZRC1/16-28 | Rc 1/16-28 . 2.5P 90 14 10.1 3 8 2 ™ 4,790
ZRC1/8-28 | Rc 1/8-28 - | 25p | 90 15 104 | 3 8 1 e 4790
 ZRC1/4-19 | Rc 1/4-19 - | 25p 100 | 19 | 150 3 11 1 " ® | 6980
 ZRC3/8-19 | Rc 3/8-19 . 2.5P 100 | 21 15.4 3 | 14 | ® 10,600
ZRC1/2-14 | Rc1/2-14 - | 25p | 125 26 205 | 3 18 1 ® 16700
ZRC3/4-14 | Rc 3/4-14 - 25P | 140 28 | 218 [ 3 | 23 | 1 | @ 28300
ZRC1-11 | Rt | - 2.5p 160 | 33 | 260 3 26 | 1 o 52,100
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Recommended Tap Drill Sizes for Taper Pipe Threads Square Portion Size of Shank
" HERDI = ?
O — Por | _Pgsﬁgr?) oigéfﬁé?&;%e g Spvop | PTYINAE | Yv o
PT BRUME | PT LR Re RRL—R7R) L R
Thread Size | Gauge diameter PT (Standard) | PT (Short) | Diameter of prepared hole (sraight hoe) DCONMS DRVS DRVL
R1/1628 | 7.723 | 0.907 - - 10.1 6.2 8 6 9
R 1/8-28 9728 | 0907 13.0 10.5 10.1 8.2 1 9 12
R1/419 | 13.157 | 1.337 21.0 125 15.0 10.9 14 | 14
R 3/8-19 | 16662 | 1.337 21.0 140 | 154 | 144 18 14 17
R1/2-14 | 20955 | 1.814 25.0 170 | 205 18.0 23 17 20
R 3/4-14 | 26441 | 1.814 250 | 190 21.8 23.0 26 21 24
R1-11 33249 | 2309 320 | 220 26.0 29.0 '
(
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Hyper Z TAP for Taper pipe threads for Cast Iron

ZPT-FC ZPTS-FC ZRC-FC
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BT (Unit): mim/F (¢)

gp T-FC PT Emwﬁg PT (Standard thread length)
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Cade No. Thread Slze TAP Limit  TCL(P) L1 THL 0g NOF DCONMS Type Stock Price (¥)
ZPT-FC1/8-28 | PT 1/8-28 25P | 55 | 19 | 130 4 8 1 ® 4,560
ZPTFCI/419 | PT1/419 | 1 | 25P | 62 28 | 210 4 | 1 | 1 ° 6,650
 ZPT-FC3/8-19 | PT3/819 | T 25P | 65 286 | 210 | 4 | 14 1 ® | 10100
T ZPTFC1/214 | PT1/214 | I | 25P | 80 35 | 250 4 | 18 1 ® | 15900
ZPT.FC3/4-14 | PT3/414 | 1 | 25 | 85 | 35 | 250 | 4 23 1 ° 27,000
_ ZPT-FC1-11 | PT111 I 25P | 95 | 45 320 4 26 1 ® | 49600
ZPTS-FC P @nu# rshor tead engh)
BRI aNE) | 2R | nUR sssoum mm | v R \ | sE@EE)
CodeNo. Thread'Size TAP Limit = TCL(P) L1 THL g NOF DEONMS Type Stack Price (%)

ZPTS-FC1/8-28 | PT 1/8-28 I | 25P 55 | 165 | 105 | 4 8 1 ® | 4560
ZPTS-FC1/4-19 | PT 1/4-19 I 2.5P 62 | 195 | 125 4 | 1 o 6,650
~ ZPTSFC3/8-19 | PT 3/8-19 I 25P | 65 | 210 | 140 4 14 | 1 ® | 10100
ZPTSFC1/214 | PT1/2414 | 1 | 25P | 80 | 270 | 170 4 | 18 1 ® 15,900
| ZPTS-FC3/4-14 | PT 3/4-14 I 25P | 85 | 290 190 | 4 23 1 ® | 27,000
ZPTSFC1-11 | PT1-11 1 2.5P 95 350 | 220 | 4 26 1 | e 49,600
ZRC-FC rcr
=S ¥ BHE) | 2R | nuR |[meEomE wm mt | | SEEEE
Code No. Thread'Size TAPLimit = TEL(R) L1 THL 0g NOF DCONMS Type Stock Price (¥
'ZRC-FC1/16-28 | Rc 1/16-28 2.5P 59 | 14 | 101 4 8 | 2 o 4,560
'ZRC-FC1/8-28 | Rc1/8-28 | - 25P 59 15 101 | 4 8 | 1 | e - 4,560
ZRCFC1/419 |Rc1/419 | - | 25P | 67 | 19 | 150 | 4 11 K ® 6,650
ZRCFC3/8-19 | Rc3/819 | - | 250 | 75 | 21 | 154 4 | 14 1 | e | 10100
ZRCFC1/2-14 | Rc1/2-14 | - 25p 87 | 26 | 205 | 4 18 | 1 | @ | 15900
ZRC-FC3/4-14 | Rc3/4-14 - 25P | 9% | 28 | 218 4 | 23 | 1 ® | 27000
ZRC-FC1-11 | Rc1-11 - 25P | 109 | 33 | 260 4 26 | 1 @ | 49600
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Standard Cutting Condition for Taps
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JJBHIM |'ss400 | S15C | S40C | SS0C | SCM.SCr suUs | FC | FCD |ACLADC Cu | Ti
“Structural Low Medium High N Auu;, -Ste; ‘Hardened Stainless Cast I;on- Ductile | Aluminum ””Copper Titanium
Steel Carbon Steel | Carbon Steel | CarbonSteel L.~ | Steel Steel Cast Iron Alloy Alloy Alloy
~200HB | ~200HB|~200HB|~200HB|~200HB | 20~30HRC | 30~40HRC ¥ - - - - -
e 255 25 2~5 2~5 2~5 2~5 - 2~5 2~5 25 3~8 Zr=b =
Cutting = o
Speed
(m/min) _ _ . ~ N . sl _ o 8 Py _ _
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Cutllnngrluids ) 7E;§tru_srjwa_pre§5ure P%rllqorr)-wz_at_erilublgiw?ter solublg

© YIHGHAE . EES LTGRO A DRI TERRAENLCTE EPIET,

@ UHlEE NS ERHERRERDBESR EERTEHUTUSEY, @ HIEEERE. RO TRIFERELE EORELT L.

@ 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 cutting fluid is Extreme pressure property non-water soluble.
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