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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

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

H Continuous machining is possible by suppressing the winding and biting of chips

3§19Un% Quick helix angle
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Groove shape and helix angle with good chip curling

FIULK T DEMEENLI %R Chip winding and torque suppressed
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Complete thread is removed by one thread
Stable cutting depth reduces friction and torque
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Reduces interference of chips with the holder and suppresses winding

Control wear EEFE%
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551@ 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:':*}% 4-groove
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Reduce the load per blades by increasing
the number of cutting edges

WEIFE ISR

Selection chart according to work material and recommended cutting speed
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[ TAPR for Taper pipe threads
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I Suppresses winding of chips
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W Uniform chip curl suppresses chip winding

If chips wrap around...

_&Eﬁmm (55400) a)j]l]I 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
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M Reduction of torque even for steel-based work materials
where cutting resistance increases

Long tool life
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W Chips are hard to get caught, long life by suppressing blade chipping

IE%@ Tool life
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BRFRS Times (s) Competitor
[FU* PT3/8-19 #HI#4: SS400 BIHRRE: 3m/min TIRRUILER: ¢014.4 EIHIHE: KA
Thread Size Work Material Cutting Speed Diameter of prepared hole Cutting Fluid: Water-soluble
%tl:% m $58% (FC250) MANT cutting of Cast Iron (FC250)
W/ for Cast Iron
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I Long tool life
B QUNADRBE(LICIUNITIRORNE"Y) ZinF TROHRNEEECEFERRR (100701 TH)
- Tool runout load and wear state (after 100 holes)
UINADEFZIT—ICTRILTRE
M Tool runout was suppressed by the optimization of the twist angle fthtt &
Long tool life with uniform distribution of wear on cutting edges Competitor
= ' ) = Il )
TEES Tool e wrnm )74(00Large swing wnm") {OOSmall swing
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No. of 126 .o 2.3 times,
thread holes 100 STy
Gauge Out
0 -
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Competitor
FFU: PT3/8-19 EIHEE: 5m/min BHHE: KBt
Thread Size Cutting Speed Cutting Fluid: Water-soluble
#RH#4: FC250 TRRUILE: ¢14.4
Work Material Diameter of prepared hole
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/ TAPR for Taper pipe threads

P THEMEPT VAT VDR (SUS304) ~NDIIT PT(R@U/5E1U) .RcEIYTDREE

Stainless steel which is winding of chips

PT(Standard thread Length/Short thread Length), Rc and selecting Taps

B PT(RRU/:E10U) ERclE 2R RUR-BERDUEFERZVFT I N RULFIEE—TI,
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l No winding occurs and continuous machining is possible
Hl Suppresses bite and doubles tool life
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Problems W )WL TDIEHAH LB TEIRIT

M Removal work required every three holes with chip wrapping

B Tool blade chipping due to chip biting M 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.

#2572 BERT— /YTy Iy T DRAR RULLRZ
Competitor (for stainless) Tap shape 2E JIS B0O203&KH BULERE.
, 3 Basic profile B ZRT.
\W Overall length trom FJ)IS B0203) LR /T\ '
s ¢ . The blue solid line
il ‘ *4[ RUE indicates the basic
G Thread length rofile
T PR . EEEO(E 0 .
h J 2 VA
Chip form g Position of & n=lL
’W gauge plane 0g Threads per inch
- 25.4
p=
>j n
19—=7145% n —_— 7 B - — 3 H=0.960237P
. 2 Skes ) —
14 holes per workpiece IITHRDIREEE 74"110\[2:?;}'\4‘}10[-1 Z%e{r-(l; W-E(Iilng ‘y RUOEE Axis of screw thread 44’,‘ - :t[‘_ h=0.640327P
HiEEE ﬁ1 A r=0.137278P
T= EWEETU—bk Status and
Work Machine piping plate n;lm_bedr. of times
W SUs304 gftgvr”:ng;%ining Iy TOEE HUIE‘B}TZ:U(
Work Material Selecting Taps Machining shape
O PT1/8-28 PT Rc
Thread Si
{’JJ;JaiZI‘:e Syt 300 TECTFHIEL TECTF 5480
52 i f ith i i
s e HDIW& 224 201 No interference With interference
ML He I/ C (BT40) No. of 20
Machine Vert/ical cutting holes
MR KBtk 10
Cutting Fluid Water-soluble 0
RRUK
Standara O s e
gvTF T LR
%#@m IE% <7&5%§% (FC25O) ’\UDH[II Taps Short/ o O O
t or Cast Iron Cast iron with shorter tool life Rc o % o

%IV ITIHINETTSURIFNURERTIEET T, It can be used if the tap does not interfere with the back of the hole.

B S'—I7UREm. $26E
B BUNIRETONTEIRYF

M Gauge out life approximately doubled
B The machined surface is good even with the same number of holes

W TEESG. ERCLINMTEaOsLN

Hl Tool short life. Face of cutting due to wear

9“J7°t@§19 U@Eﬂf% Relationship between tap and internal thread

trtR SRS —/ YTy l JIS BO203 T BERDAMABEHRUDBEMRUEBDRSLHHRESNTVET,
. Competitor (multlpurpose tawxmm L . Tnﬂ@.%ﬁ%(hguj&\ﬁﬁg<r“*
TG oy # B “ T kg M JIS B0203 specifies the position of gauge plane and the effective thread length of the internal thread.
Ve i il 1 B Select a tap referring to the figure below.
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Tool wear of BHRUBOES

80th hole Effective thread length 2

1 EFRUER
Runout of thread RELhUE =2 UER
Incomplete thread ‘ Complete thread

$HRUIITE -2 B

(807%8) Work
D= JOvIvZRk—ILR Internal thread
Work Block Manifold mafchinedf @
HHIAA FC250 o te? g
Work Material 80 holes = % v L;(ﬁ%
FU PT1/8-28 LS g Iy TBRITES m o
Thread Size Kag Chamfer of tap Y ]
BIHIRRE 5m/min 300 kes Ty T OELERDNIE 0g 3
Cutting Speed MLy 228 =3 Position of gauge plane 2g

192
T #E I/ C (BTA0) No.of 200 180
Machine Vert/ical cutting holes —_— -
N 100

CIHHE] KB
Cutting Fluid Water-soluble 0
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Hyper Z TAP for Taper pipe threads for steel
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Hyper Z TAP for Taper pipe threads for Cast Iron

ZPT-FC ZPTS-FC ZRC-FC
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LIST 6874 £25 Code No

/ TAPR for Taper pipe threads

TEME REE R_Lng

TCL

—

@, >

28
THL

DCONMS
= F .

&
DRVL Q

Type >

Type U =

BT (Unit): mm/F (%)

ZPFFC PT Enbﬁé PT (Standard thread length)

AmLS

226}
Thread Size

Eik
TAP Limit

B (P)
TCL(P)

=R

RUR BEROME

B
NOF

PA 4

DCONMS

® Bk

Type

TEEE
Stock

SE{iitE (F)

Price (¥)

ZPT-FC1/8-28 PT 1/8-28 I 2.5P 55 19 13.0 4 8 1 o 4,560
ZPT-FC1/4-19 PT 1/4-19 I 2.5P 62 28 21.0 4 11 1 (] 6,650
ZPT-FC3/8-19 PT 3/8-19 I 2.5P 65 28 21.0 4 14 1 o 10,100
ZPT-FC1/2-14 PT 1/2-14 I 2.5P 80 35 25.0 4 18 1 (] 15,900
ZPT-FC3/4-14 PT 3/4-14 I 2.5P 85 35 25.0 4 23 1 o 27,000
ZPT-FC1-11 PT 1-11 I 2.5P 95 45 32.0 4 26 1 (] 49,600
ZPTS'FC PT 5210 UHZ P (short thread length)
BmiesS 220y £33 Bft(P) 2R RUR BEROME B VIR R R SEAig ()

Code No.

Thread Size

TAP Limit

TCL(P)

NOF

DCONMS

Type

Price (¥)

ZPTS-FC1/8-28 | PT 1/8-28 I 2.5P 55 16.5 10.5 4 8 1 (] 4,560
ZPTS-FC1/4-19 = PT 1/4-19 I 2.5P 62 19.5 12.5 4 11 1 () 6,650
ZPTS-FC3/8-19 | PT 3/8-19 I 2.5P 65 21.0 14.0 4 14 1 (] 10,100
ZPTS-FC1/2-14 = PT 1/2-14 I 2.5P 80 27.0 17.0 4 18 1 () 15,900
ZPTS-FC3/4-14 | PT 3/4-14 I 2.5P 85 29.0 19.0 4 23 1 (] 27,000
ZPTS-FC1-11 PT 1-11 I 2.5P 95 35.0 22.0 4 26 1 () 49,600
ZRC-FC rc«
AmiLS U Fik BfF(P) =R RUR BEROME BHY Yo R = SE{iE (M)

Code No.

Thread Size

TAP Limit

TCL(P)

NOF

DCONMS

Type

Stock

Price (¥)

ZRC-FC1/16-28 | Rc 1/16-28 - 2.5P 59 14 10.1 4 8 2 o 4,560
ZRC-FC1/8-28 Rc 1/8-28 - 2.5P 59 15 10.1 4 8 1 o 4,560
ZRC-FC1/4-19 Rc 1/4-19 - 2.5P 67 19 15.0 4 11 1 o 6,650
ZRC-FC3/8-19 Rc 3/8-19 - 2.5P 75 21 15.4 4 14 1 o 10,100
ZRC-FC1/2-14 Rc 1/2-14 - 2.5P 87 26 20.5 4 18 1 o 15,900
ZRC-FC3/4-14 Rc 3/4-14 - 2.5P 96 28 21.8 4 23 1 o 27,000
ZRC-FC1-11 Rc 1-11 - 2.5P 109 33 26.0 4 26 1 o 49,600
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Standard Cutting Condition for Taps
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LJBHF | 'ss400  S15C | S40C | S50C | SCM.SCr sUs FC | FCD ACAADC Cu T
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
~200HB ~200HB ~200HB ~200HB ~200HB 20~30HRC 30~40HRC - - - - - -
ZPT
R gZES 2~=15) 2~5 2~5 7~=3 ==5 2~=15) - 2~5 2~=3 2==5 3~8 2~5 -
Cutting
Rl ZPT-FC
(m/min) ZPTS-FC _ _ _ _ _ _ DBy _ ESE 2~5 _ _ _
ZRC-FC

[ElES 26 &R Bt (P) =R RUlR BEROME BHY VIR iZ=" = S (g ()
Thread Size TAP Limit TCL(P) NOF DCONMS Type
ZPT1/8-28 PT 1/8-28 I 2.5P 90 19 13.0 3 8 1 [ J 4,790
ZPT1/4-19 PT 1/4-19 I 2.5P 100 28 21.0 3 11 1 [ J 6,980
ZPT3/8-19 PT 3/8-19 I 2.5P 100 28 21.0 3 14 1 [ J 10,600
ZPT1/2-14 PT 1/2-14 I 2.5P 125 35 25.0 3 18 1 [ J 16,700
ZPT3/4-14 PT 3/4-14 I 2.5P 140 35 25.0 3 23 1 [ J 28,300
ZPT1-11 PT 1-11 I 2.5P 160 45 32.0 3 26 1 [ J 52,100
ZPTS PT E#G\L‘)ﬁé PT (Short thread length)
AmES F FiR Bt (P) =R RUR EBEROUE BHY IR jiZ2¥ £ SE (g ()
Code No. Thread Size TAP Limit TCL(P) NOF DCONMS Type Price (¥)
ZPTS1/8-28 PT 1/8-28 I 2.5P 90 16.5 10.5 3 8 1 [ J 4,790
ZPTS1/4-19 PT 1/4 -19 I 2.5P 100 19.5 12.5 3 11 1 [ J 6,980
ZPTS3/8-19 PT 3/8-19 I 2.5P 100 21.0 14.0 3 14 1 [ J 10,600
ZPTS1/2-14 PT 1/2-14 I 2.5P 125 27.0 17.0 3 18 1 [ J 16,700
ZPTS3/4-14 PT 3/4-14 I 2.5P 140 29.0 19.0 3 23 1 [ J 28,300
ZPTS1-11 PT 1-11 I 2.5P 160 35.0 22.0 3 26 1 [ J 52,100
ZRC RC re
BmELS O FiR Bt (P) =R QR BEROMUE BN PAPAZ S izt R SE{E (F)
Code No. Thread Size TAP Limit TCL(P) NOF DCONMS Type Stock Price (¥)
ZRC1/16-28 = Rc 1/16-28 - 2.5P 90 14 10.1 3 8 2 o 4,790
ZRC1/8-28 Rc 1/8-28 - 2.5P 90 15 10.1 3 8 1 o 4,790
ZRC1/4-19 Rc 1/4-19 - 2.5P 100 19 15.0 3 11 1 o 6,980
ZRC3/8-19 Rc 3/8-19 - 2.5P 100 21 15.4 3 14 1 o 10,600
ZRC1/2-14 Rc 1/2-14 - 2.5P 125 26 20.5 3 18 1 o 16,700
ZRC3/4-14 Rc 3/4-14 - 2.5P 140 28 21.8 3 23 1 o 28,300
ZRC1-11 Rc 1-11 - 2.5P 160 33 26.0 3 26 1 o 52,100
EBAF—/fRUER) Iy TOTRE Vv I WEEBYE
Recommended Tap Dirill Sizes for Taper Pipe Threads Square Portion Size of Shank
\ HER D] = e
- o— Pug St o%iz?ﬁfe %@;{Qg’ Spyom | YPYONES YrvImEE
PT &MU PTEEUE — Rc RRL—b7) " ke
Thread Size PT (Standard) | PT (Short) Diameter of prepared hole (straight hole) DCONMS DRVS DRVL
R 1/16-28 7.723 0.907 - - 10.1 6.2 8 6 9
R 1/8-28 9.728 = 0.907 13.0 10.5 10.1 8.2 11 9 12
R 1/4-19 13.157 1.337 21.0 125 15.0 10.9 14 11 14
R 3/8-19 16.662 1.337 21.0 14.0 15.4 14.4 18 14 17
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
R 1-11 33.249 2.309 32.0 22.0 26.0 29.0
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Cutting Fluids

BEEHRITKBIE/ KB

Extreme pressure property non-water soluble / Water soluble

@ LIHIEREN SEHOIEMZERDZIHEF BERTHHU TS,

@ LIHIRE (. RERDN TREZ LI L TRELSEE L,

@ LIHEERE BEEHERKBEDHF I HRQUI TERNENWLICE EDUET,
@ 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.



