Spiral Flute Tap for Aluminum Alloys
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A-SFT-AL

5’(yj- “Jj Lineup
M2~M12 BfJ2.5P-1.5P

Chamfer Length

167145
16 items
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No More Chip Trouble. Only Peak Efficiency.
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« Sharp cutting

performance

« Smooth chip
evacuation

« High rigidity
Optimized for
aluminum machining
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High wear resistance
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Optimal shank length

that minimizes chip
entanglement
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Are you struggling with chip entanglement when machining highly ductile aluminum alloys?
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Chip entanglement is the leading cause of
reduced tapping efficiency.
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Issues caused by chip entanglement
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Primary Problems Resulting Tasks
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Chipping and breakage of taps Stopping the machine
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Poor internal thread accuracy Manual chip removal by operators
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Scratches caused by chip friction Reworking
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Reduced work efficiency and hindered automation
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Reduces chip removal work!
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Reduces machine downtime and improves overall productivity

#EHI4E : A6061

Work Material
EATE:M6X1 2.5P HJELEE:40m/min  fRUIITES: 12mm (2D)
Tool Cutting Speed Tapping Length

.207(”"1& After tapping 20 holes

&Nl T
AIHE

Uninterrupted

Machining
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Smooth chip evacuation for better operational efficiency
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Optimal shank length that suppresses chip entanglement
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Shank Length

A-SFT-AL
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Reducing machine stoppages improves productivity and promotes labor savings

Superior chip control even on horizontal machining centers

.20/"(”"1& After tapping 20 holes

#HIH : A5052
FEHATE: M6 X1 2.5P

Tool

fQUILCTRE 1 12mm (2D)
Tapping Length
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Maintains low chip entanglement
across varying cutting speeds,

enabling stable, uninterrupted
machining.
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Shank Length
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Cutting Speed

HERm

Conventional

20m/min
(1,061min™")

40m/min

(2,122min™")
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Competitor
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Unstable chip evacuation is a common issue when machining aluminum alloys. The A-SFT-AL minimizes chip-related stoppages,

boosting productivity and reducing labor needs. Improved efficiency also leads to lower energy use.
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Hqu_-“_ 9 Cutting Data

. A2024®”HI Machining A2024

= . .
EflﬁIE ASFT-AL M6X1 2.5P 5007V # cutting edge after tapping 500 holes
)
Work Material A2024
AN $5x20mm G&ED)
Drill Hole Size Through
RUITRE
Tapping Length 12mm (2D)
SIHIERE . -
Cutting Speed 40m/min (2,122min")
SDREHA] KBMELDEHE BT U —201%
Coolant Water-soluble Chlorine-free (5%) B
(IR MR Y=Yt (BT30) o=
Machine /Vertical Machining Center A-SFT-AL Co%e;ft?gnal
fieR@mE B U CEROETHIE—THD.
DMDOEFREDLTEV
Compared with the conventional product, wear is more
uniform and overall wear is reduced.
tJJﬁ'JiEEc‘:ﬂJ D (?ﬂ;:lk Cutting speed and shape of chips
EHLR ASFT-AL M6X1 2.5P RS peed
20m/min 40m/min
)
Work Material A2024
A ®5%20mm GED) S oy
Drill Hole Size Through LN e w5 i Rt D S T TS
RLITRS \
Tapping Length 12mm (2D) P = =l = : N E ST TR N
BIHHFEI KAMEDELHA] 53R T Y —201%
Coolant Water-soluble Chlorine-free (5%)
= il | {0 1111
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Chip shape remains consistent even when cutting speeds
change, enabling stable machining.

. A7075 whuI Machining A7075

ERTE ASFT-AL M3X0.5 2.5P B5005VAII# cutting edge after tapping 500 holes

Tool : .

)

Work Material A7075

T ®2.5x10mm (&b)

Drill Hole Size Through

RUITRE

Tapping Length 6mm (2D)

ENREREE ; .

Cutting Speed 40m/min (4,244min™)

BIHEHF AKBMEDELHA] 53R T Y —206%

Coolant Water-soluble Chlorine-free (5%)

{5 PR uHT V=T % (BT30) e
Machine /Vertical Machining Center A-SFT-AL Co%?m?gnal
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Ensures stable machining with minimal wear in
high-strength wrought aluminum alloys.



. ADC1 za)”uI Machining ADC12

FEATE BW5007VANT# cutting edge after tapping 500 holes
Tool A-SFT-AL M6X1 2.5P
)

Work Material ADC12

TR @5x20mm (G&D)

Drill Hole Size Through
RUITRE

g 12mm (2D)
et 50m/min (2,653min")
SR AKREVIHEHA IBR T U —201%
Coolant Water-soluble Chlorine-free (5%)

m MRV =55 (BT30) —
ﬁchﬁjﬁ - Vertical Machining Center A-SFT-AL
EEETHBULLWPILEZOLEEI M HARTH
RIFEEFET

Delivers favorable wear progression even in aluminum
die-cast materials that typically experience rapid tool wear.
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Machining A5052 using a floating tap holder

1{%:?15 ASFT-AL M6X1 2.5P BHRUIWLAZR Thread Profile
Wl
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Work Material A5052

TR ®5%x20mm G&EDb)

Drill Hole Size Through

RLITRE

Tapping Length 12mm (2D)

tHEEE . .

Cutting Speed 10m/min (531min™")

wILY I0-F4VI9K

Holder Floating Holder

A ABMETHIER) 153 7 U— 20f LA

Coolant Water-soluble Chlorine-free (5%)

GEFRE iRV =+ % (BT30)

Machine Vertical Machining Center
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The A-SFT-AL produces high-quality thread profiles that
pass gauge inspection, even when using a floating tap
holder, regardless of the machine tool.

% B2 Reference

LIED RIS —IDERULEVLFERR (L»E)
Thread profile defects (crest thinning) causing the NO-GO
gauge to fail



1’ \04 5,[}9 ‘y 70 (TJIIE : Ij .L\eﬁm ) Spiral Fluted Tap (For Aluminum Alloy)

A-SFT-AL
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THLGTH

» BRIEEORE(RC) 2.5P, 1.5P - 2K 9
Chamfer Length 1 <
» 25 ZRLAIRKLEY IRERTY —
The entire lineup of A-SFT is without external center on the screw side.
SPEED
FEED
P6
nU@E;ﬁ ‘M B{I:mm Unit:mm
=)L No. 200) BERE | ME | B | 2R |[UH0RS ETOR |vvyoR| B BRE gE
EDP No. Thread Size Grade TAP Limit £c LF THLGTH LU DCON NOF drillhole dia. Stock
8328600 2.5P B|l@
M 2X04 X 45 STD OH1.5 45 3.2 10 3 2 1.63
8328601 1.5P B|l@
8328602 2.5P B|@®
M 3X05 X 56| STD OH2 56 4 19 4 2 2.53
8328603 1.5P B|@®
8328604 2.5P B|l@®
M 4X0.7 X 63 STD OH3 63 5.6 21 5 2 3.35
8328605 1.5P B|@®
8328606 2.5P B|@®
M 5X0.8 X 70 STD OH3 70 6.4 24 55 2 4.25
8328607 1.5P B|@®
8328608 2.5P B|@
M 6 X1 X 80 STD OH3 80 8 29 6 2 5.1
8328609 1.5P B|@®
8328610 2.5P B|@®
M 8 X1.25 X 90 STD OH3 90 15 37 6.2 2 6.8
8328611 1.5P B|@®
8328612 2.5P B|@®
M10 X 1.5 X100 STD OH3 100 18 41 7 2 8.6
8328613 1.5P cl|O
8328614 2.5P B|@®
M12 X 1.75 X110 STD OH4 110 21 48 8.5 2 10.3
8328615 1.5P c|O

B v OMAEE ARk, DRVSIEp.6ZCE TS,

1LHEER F2ROQUEZENDY vITHREEE T,
2. VT REFHRUBEZRIETDEDTIEFEOEEA.

O =REEER

@ =Standard stock item

O=#RERER (EEZTHETIL.)

O =Limited standard stock item

ZEMARIC DUV TIFWEBIC TTHEEE TS L. For standard pricing, please refer to OSG's website.
M See p.6 for shank square length(2k) and width(DRVS).
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4. B EFSEDLTHBOFE A
5. R TIURIE. [BIIS2RHRUATT,

. 7’(: yo)Eiﬁ(: Db\t Guide for Icons

n *ZE Tool Materials

BINFIDLINAR
HSSE High Vanadium HSS

?EEMTE Surface Treatment

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.

mm VI—54VY
(®EZBEI—T VD)
V (Composite multi-layered) Coating

v

19[.‘21’[% Helix Angle
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Helix angle of flute for end Taps

n tﬂﬁu%ﬁ: Cutting Condition

speeD DIHIRMHEERBENR—I %
KRULFET

Indicates page number for cutting conditions
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PIRISRFEHETR cucng condiions

Il A-SFT-AL (2.5P)

BIEIRE (m/min) Cutting Speed 9 1|0 2|0 3|0 4|0 5|0 6|0 7|0 8|0 90 1(IJO
Aluminum AC,ADC 50-100
B A-SFT-AL (¥3—BFF 42T 7 1.5P short chamer)
BIHEIERE (m/min) Cutting Speed (I) 1|0 2|0 3|0 4|0 5|0 6|0 7|0
Aluminum AC,ADC
bi:2ashed il AT 13h
Advisable Possible

—

. PIELREF, REROMTIREZEE U ETEE TS0,
2. COYHISHEERS. KBAEVHIMF ZERT2550DHDTY .
3. PIHLHBIDREEICKD . +AEEREDFEIBE CEBEVEE D HDET,

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.

U

J '\7 ya m%{ﬂ!ﬁgqﬁ Straight Shank with Flat Part

19 U Tﬂ?%i Recomennded Drill Hole Size

B{iI:mm Unit:mm

)(_ NWQU Metric screw threads

JIS B 0209-1: 2001
JISB 8031: 2006

B{iI:mm Unit:mm

Y IOR MR RS MU ERIE = [y = ey
. ez | RIVEIR BATE
DCON 2k DRVS RUOFY ﬁfn?:e’n }S Min.drlboledia|  Max.dril holedia.
fsacts drill hole dia
3 5 25 || BMEIGE | BISHRA | 6HAE
4 6 3.2 M2 X 04 1.63 1.57 1.67 1.67
5 7 4 M 3 X 05 2.53 246 2.59 2.59
5.5 7 A5 M4 X 07 3.35 3.25 342 342
6 7 45 M5 X 08 4.25 4.14 433 433
M6 X 1 5.1 4.92 5.15 5.15
6.2 8 5
M 8 X 1.25 6.8 6.65 6.91 6.91
7 8 55
M10 X 1.5 8.6 8.38 8.67 8.67
8.5 9 6.5
M12 X 1.75 10.3 10.11 1044 10.44
TIURIEJIS B 0209-1:2001 Z2E(ICEH UIESEETT,
z The pilot hole diameter is a reference value calculated based on JIS B
8 0209-1:2001.
a
)]
)]
2k )
J &



shaping your dreams
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T451-0051  EARETEMAEXAIRAEIS-1-17 {= 3N TEL (053) 461-1121 B A TEL (096) 386-5120
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« TEZREAY DG, BIET2RIMRNISGDDT. BFNH/\— - RERE - REUGZEERL TS,
 PINAERF CTHSENTFEL,
+ P10 K FIEFRFTHSENTTFEL,
* TEDYINBRDRL 1L o fe SERZEHRIEL TR,
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OSG1{LIEIE

& 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. . BBEONTIE. BICHE - MEAFoTRDETOT. BEMLAH YOI BHHEE
« Stop cutting when the tool becomes dull. : \"” i m = >~ S © W 2 B

« Stop cutting operation immediately if you hear any abnormal cutting sounds. ZEYHEENBDET, Tool specifications are subject to change without notice.

« Do not modify tools. - AERHEANBSORMEGH - ERERUFE T,

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